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High-feed milling tools with double side inserts which achieve ultimate high-feed machining
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63 —F e,

Economical double-side insert (6 comers).

il [E {52 FA AT RE !

Double-side usable!
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Due to dovetail-shaped binding face, movement of inserts which
occur by cutting force is prevented only single screw clamping.
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Adopted 3 insert grades: PVD coated grade “JC7560” improved fracture toughness & heat impact resistance.

PVD coated grade “JC8118” achieved longer tool life for mold steel,

high hardened die steel less than 50HRC & cast iron. And new PVD coated grade “JC8050", that adopted carbide substrate with improved

fracture toughness & coating layer can be widely applied for carbon steel, mold steel, & stainless steel.
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EXSKS-05417 Exsks-05type
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Endmill type Modular head type
By adopting multi blade specification with small diameter, high-feed machining is possible

EXSKS-07%2147 Exsks-07type

¢ 32~80 i / (e )
LSS EE R, / g
INSVRDENT- §
BEUNIOAR. — —mmm Spvne

Adopted specifications which achieved both insert strength and sharpness.
Stable high-feed machining is possible.

EXSKS-094%17 Exsks-0otype

¢ 50~160
KEBEYAXESLVFYT,
PEVSHIES/F—FT
BthAHFEEYINIH AT EE,

Lined up holders of big diameter. High-feed machining with bigger depth of cut is possible by adopting high-rigid inserts with larger thickness
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EXSKS
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M3 44 Xta CHEMA !
M3 size screw for firm
clamping of inserts

MaxAp=1.5mm

H W=4.8

05447

WNMUO050320ZER-PM

###& . JC8050
grade JC8118

— sl 5 BEANEE (50HRC LAR) (25Hi#
Optimal breaker for mold steel &
H|gh hardened steel less than 50HRC

Coner radius for programming Remains Over cut
0.59

R2.5 H 0.5 H 0 \

R3 | 041 || 013 |

EXSKS-074 14 7

WNMU070620ZER-PM

#7& : JCB050
grade JC8118

— sl SBEANSE (50HRC LAR) I2H#
Optimal breaker for mold steel &
H|gh hardened steel less than 50HRC

P/Ga—F—R | HIRLE | BAAHE
Coner radius for programmmg Remains Over cut

p=1.4mmU LOFEMIR TR v MNIED
BRMIICHRETT,

Suitable for face milling of ap=1.4mmor more and shape

0.80
R3.5 H 0.73 H 0.06 \
R4 | 066 || 0.21
-
WNMUO090720ZER-PM WNMUO090828ZER-PL
##& : JC8050 % : JC8050
grade JC8118 grade JC8118
JC7560
MaxAp=3mm ap=0.6mm~ap=1.2mmoOR7 v MMITEOHRMIIZRETY,

EREUFROEAVNTI MR TIEIM IR OHIEROZSH R L.
REMINOEHREREMLERRLET.

Suitable for machining shapessuch as pocket milling with ap = 0.6 mm to ap = 1.2 mm.

The composite shape of the

such as pocket machining.
L

realizing stable machining and extending tool life.

radius cutting edges reduces fluctuations in cutting resistance during comer machining,

J

PM insert  PL insert

MaxAp=3mm (2mm)

P/Ga—F—R |HIELE | BA#E
Coner radius for programming Remains Over cut

| R3 141 [ o ]
| R3.5 | 18 || o |
| R4 [ 119 ][ 0.025 |
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t’] ﬁ“ﬁﬁg Cutting performance

05 217 05type

TEFARLEE Tool life comparison

—A— Dt (#FE1D) —A— D3t (#7&2) == \IEX05(JC8118)

Competitor D (Grade 1) Competitor D (Grade 2) f WHEI# © SUS420J2 \
0.3 Material Mold steel (P20)
Q@ITER : 25 MExs02505M12)
Tool dia.
0% @ (L — R4S : JCB118
g Insert grade
= WNMU050320ZER
& 0.2 [ ZLIES S
% Cutting conditions:
= Vc=120m/min
T 015 , / fz=1. 5mm/t
E é:/ ap=0. 8mm
L] ae=14mm
ﬁ 0.1 S @DOWN CUT,
= I 7 78— Arblow
:ﬁ @1MAIZTMI
K 0.05 Test by one insert
o \_ /
0
0 50 100 150 200

M (m) Cutting length

I TR T R

D#t
HED
Competitor D (D)

ATULASDEZEY
MIICTHNTH
BEREENDLEL
RHEMZER |

HEC

Competitor

DIJET

WNMU050320
ZER-PM(JC8118)

EXSKS-05 type achieved
small wear and long tool life
in stainless steel

high feed machining!

NEW

UJEMEE'I’E?:‘E Chip removal performance

YIEHEHEOR W S AB TYIBREAAH
YRy b 7 Lk DAEEN =ML !

Large chip pocket achieved Peripheral groove prevented
excellent chip removal body rubbing!

BEOTHELREAS L H— F TR \ | sEEHY | sE#ELL
YIBRT Y b \ . ; (05% 14 7) Not peripheral

Normal Indexable chip pocket - Peripheral groove groove
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t’] ﬁ“ﬂﬁg Cutting performance

07 247 07 type

TEFAEEE Tool life comparison

= D FEZ5H Competitor D = D|JET

(" wmst : PXs N
Material Mold steel (P20)

{E MM - SLREMC

Machine  Vertical MC

Q@ITERE : ¢32 MEx203207-M16)
Tool dia.
OUIHIEH
Cutting conditions:
Vc=200m/min
fz=1.5mm/t

120m ap=1. 5mm

ae=22mm

ALy
03 EEER @UP & DOIN CUT,
it = I 7 70— Arblow
/ (HR#5ERT) @1 AIZTMI

Test by one insert

\ /

Normal wear
(still able to

/.,/ continue) E% Y WIT :EJ

| . \\
EEXERTMIA
, .

0 20 40 60 80 100 120
T (m) Cutling length Possible to process with
normal wear even in high

feed milling.

BAKITEEFEE (mm) Max. flank wear
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09 217 09 type

U]ﬁ'] *Eﬁttiﬁ Cutting force comparisonc

W X5 AVertical force M H 5 AFeed force M 3% Y 53 F3Back force M & F3Power consumption f*&ﬁllﬁ : NAKS0

Material NAK80
5,000 4593 @I E®E : ¢63
4500 - Tool dia.
w27 @i
Cutting conditions:
n=450/min
Ve=90m/min
Vf=680mm/min
fz=1.5mm/t
ap=0. Tmm x 578 X
(Y Aa)
ae=45mm

J

Y& (N)  Cutting resistance

1HH 92w b down cut by one insert
RNEFT7— A blow(internal)
\ ZEEH L150mm Overhung length ~ /

1RZ 28R 38R 4R BAR 1/XZR 2R 3R 4R 5RR BYAANMITYH
WNMU090720ZER-PM WNMU090828ZER-PL ?E L 1.__ huIiﬁE‘r.{ﬁg

—) Steady machining is

achieved by reducing
the flucturation of
1328 (F@EmmMI) 5/3XE (BERMI) cutting force

1st pass(facemilling) 5st pass(cornermilling)

T EFALEE Tool life comparison

-4-WNMUO90828ZER-PL(JC8118) -4 WNMUO90720ZER-PM(JC8118) @Bt / \
! HHIH : NAKSO
Material NAK80
09 f @TEE - $63
0.8 Tool dia.
3 @ LIHI &4
Z 07 . ! Cutting conditions:
= n=450/min
g 06 ' ' Ve=90m/min
€ 05 ! I Vf=680mm/min
E fz=1.5mm/t
w04 ap=0. Tmm x 107X R
K 03 HRYRAH)
" 0 // / | ae=45mm
' / 1359 Ak down cut by one insert
0.1 ] RERZ7— A blow(internal)

K@%Hﬂ L150mm Overhung length )

0 10 20 30 40 50 60 70 80 90
tIEIE (m) Cuting length

I N N R NN
S s R e R T
. METBo LIk Y
.S ~,
e Lo = Bz EAL

Longer tool life is
achieved by reducing

Competitor B

cutting force.
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i% Eﬁ*ﬂ&; Line up

05 217 05 type
QRT7EA4TITTARA  @u—5vririts

Facemill type Through coolant hole
¢Db

G-Body, _ed

Lf

pd

e o
Q N M( Body ;L‘uo

<Fi%& (mm) Dimensions BISA v —
§ 2 inserts
& EE | A% F—nAtY hRIL K
Z Cat. No. Stock | No. of b i Set bol (kg )
§ e #Dc Lf #Db oéd od1 a Weight
. EXSKS-5040R-05-16 | © 5 40 45 35 16 | 135 84 | 58 19 M8 0.25
5| EXsKs-7050R-05-22 | © | 7 | 50 | 50 | 40 | 22 | 165 | 104 | 63 | 20 Mio  |ARBERAET, o
&y (JSHRA) WNMU050320
@ Head cap screw
S Y | EXSKS-7052R-05-22 © 7 52 50 40 22 165 | 104 | 6.3 20 M10 0.41 ZER-PM
S (JIS Standard)
EXSKS-8063R-05-22 | © 8 63 50 48 22 | 17 104 | 6.3 20 M10 0.65
©:EBTEEMR (2023 TAFSEFTE) Soon be stocked (Scheduled to be released in July 2023)
) 1 KIS VY — FEHBRATHY FE AL
2. ARITLUFEEUVI SV TR LS EMHEH MOLY) (EHBLTHY FLEA RIS,
3 BEYBIEHIL 2T R—UFTSBESL, #3 5, Parts
95 7RL L > F Wrench
Note) 1.All cutters are supplied without inserts. Clamp screw (BII5E not be included)

2. All cutters are supplied without wrench & MOLY.

Q
3. Please see page 27 for recommended Cutting conditions. @ Q

TSW-307H A-10

73 v7RL HE LY (N-m)
Clamp screw Recommended torque

TSW-307H 2.1

G*Body;
A ICBN - E MM+ REOGMLEIC K Y, REES6OHRCLLE EBEENDRERICH  BRIET., KAAMAMS S VI EFaGEMRRL30%UE
TvT, BEGMIZFHICEEAERBLET., I5IC. YYTOREE. HORELZNFTIHRLHYET,

Adopted GN surface-hardening treatment on thermal resistant high strength steel gives high hardness over 65HRC and secure insert pocket and holder against thermal deformation, improved body
durability and tool life by 30% or more. Make it difficult to be damaged even under severe cutting conditions. Also rust-proof and anti-welding effect is much improved.
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05 217 05type

Qv /a4 TISAA @s—52 bRITE
End Mill type Through coolant hole

a

=)

| »
Q a
a L I
e, (& i ©

D
21 R°
Q22
L

o Z'K{Z'S Body F@EEb

&

20 20 50 | 130 | 18 20 | 1
20 | 20 80 | 160 | 18 | 20 | 05
21 20 50 | 130 | 18 | 20 | 1
21 20 80 | 160 | 18 | 20 | 05
25 | 25 60 | 140 | 23 | 26 | 1
25 | 25 | 100 | 180 | 23 | 25 | 0b
26 | 25 60 | 140 | 23 | 26 | 1
26 | 25 | 100 | 180 | 23 | 25 | 0b
32 | 30 70 | 150 | 29 | 32 | 15
32 | 30 | 120 | 200 | 29 | 32 | 0b
©:EBREER (20235 THFESEFE) Soon be stocked (Scheduled to be released in July 2023)
) 1 AKISA VY — MEEARATHY FE A,

2. LYFEEVY T Tha LS+ EHEH (MOLY) [FARKISFHB L LER A BIF) SIEERDH LS.

3. BEYHEIFEHF 29 R—DFTSBEEN,
Note) 1. All cutters are supplied without inserts.

2. All cutters are supplied without wrench & MOLY.
3. Please see page 29 for recommended Cutting conditions.

WNMU050320ZER-PM TSW-307H A-10

©|0|0©/© 0 0|0 |0
Mlow|lw|lw|lw|[d NN

©
~

TSW-307H 2.1
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ﬂ Eﬁ*ﬂ&; Line up

05 217 05type

QECa5—~"yREA4T 0/ —5 FRitE
Modular head type Through coolant hole

P

l ki)

-’_.'?‘.‘!.'-ln-...l.

. 1

Q ZIK M‘ Body m%ﬁuo

<t (mm) Dimensions =8 Parts
mﬁmsgrg = 97 7l L > F Wrench
W& b N}]ﬁg Clamp screw | (355 notbeinduded)
Cat. No. Stock | %% | #Dc | Lf | ¢Do | MD | C W <
& /
MEX-2020-05-M10 © | 2| 20 |3 | 18|mMo0| 9| 14
MEX-2021-05-M10 © | 2| 21 |3 | 18 |MO0| 9| 14
MEX-3025-05-M12 © | 3| 25| 35 | 23 [mi2| 11| 19
MEX-3026-05-M12 © | 3 | 26| 35 | 23 [Mi2| 11 | 19
MEX-3028-05-M12 © | 3| 28| 28| 23 [mi2| 11| 19
WNMUO50320ZER-PM  TSW-307H A-10
MEX-4030-05-M16 © | 4 | 30 | 43 | 27 |[Mmi6| 12 | 22
MEX-4032-05-M16 © | 4 | 32| 43| 29 |mi6| 12 | 22
MEX-4033-05-M16 © | 4 | 33| 43 | 29 |[Mi6| 12 | 22
MEX-4035-05-M16 © | 4 | 35| 43| 29 |[mi6| 12 | 22
MEX-5040-05-M16 © | 5 | 40 | 43 | 32 | Mi6| 14 | 26

©:EBTERE R (20235 TAFKFTFTE) Soon be stocked (Scheduled to be released in July 2023)
) 1 KKISA VY — MIMEARATHY FE A
2. LYFEEVY T2 Tha LS+ EHEH (MOLY) [FARKISHB L LERA BIF) SIERERDH LS,
3. EVaS—Ay FEERHO T ML IE 18 R—UF TSRS,
4, BEEOEIEHIE S R—SETBRESN,

vk eV HEE ML (N-m)
Clamp screw Recommended torque
Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY. _
3. Please see page 18 for recommended tightening torque. TSW-307H 2.1
4. Please see page 31 for recommended Cutting conditions
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05 2147 05type
Q A v — bk

Insert

PVDP?/D_ ;:&’7 ~Hi& (mm)  Dimensions
BE BE
Cat. No. Tolerance
JCc8118 JC8050 RE IC S
WNMU050320ZER-PM M © @] 2 7.7 3.9

©:EBTEER (20235 TAFESEFTE) Soon be stocked (Scheduled to be released in July 2023)
) 1L 15 —ZR10BAYTY,
Note) 1. 10 inserts per cace.

@1 H—FDEADONT
MECLICA VY —PROFELYDI—IRELGYET,
Each grade shows different mark around the hole for tool proof.
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07 247 07 type
QR7A4TT754X

Facemill type

G-Boady;

Q@ Kikx Body

@ Db

¢ di
¢Dc

@/ —5 v hRfFE

Through coolant hole

LY [ &

4 <ti%& (mm) Dimensions A v H— k
Y 58 inserts
Cat. No. Stock | No.of ;
= ineers | ®Dc | Lf | 6Db | od | odi | a b 9 Setbolt Weight
g{g EXSKS-6063R-07 [ ] 6 63 50 48 |22.225 17 104 | 5 20 M10 0.64
§*;; EXSKS-7080R-07 [ J 7 80 70 65 |31.75 | 26 127 | 8 32 | M16X2.0X40% 1.43
AREBERFEMRL b
7 EXSKS-5050R-07-22 [ J 5 50 50 40 |22 165 | 104 | 6.3 20 M10 (IS8 0.38 WNMUO70620
= Head cap screw
S S | EXSKS-5052R-07-22 | + | 5 | 52 | 50 | 40 |22 165 | 104 | 63 | 20 M10 (IS Standard) | 0-40 ZER-PM
o)
g? EXSKS-6063R-07-22 | @ 6 63 50 48 |22 17 104 | 6.3 20 M10 0.64
< EXSKS-7080R-07-27 [ ) 7 80 55 65 |27 20 124 | 7 22 |M12X1.75X35% 1.23
@ : A—H—7EEM Standard stockitems ¢ : FESMERY BB M (#AEA108 ~ 25BRF2EE) Stock in Europe (14 days delivery upon ordering)
) 1L ARISA U — FMEEARATHY FE A
2. AKIZLUFBEEUY T2 TR LEEEFEHER MOLY) FHELTEY FEA (BI5FE) .
3. kENEY A XIEEDD. 7—/ Ay bRLFERBRLTEYET. TOMISOETELTEL, 7—A\RAEOHBARIL bETHEACEEL,
4. EXM-HFRZ (32344 A 198 & YEXSKS-OTHAICRIBERRLFT, (FTR—EXRSH) EB & Parts
5 REYHIFHFRFBR—TE TSRS, 5352 Fhl L > F Wrench
Note) 1. Al cutters are supplied without inserts Clamp screw (I35 not be included)
2. All cutters are supplied without wrench & MOLY.
3. %mark shows : these cutter bodies are equipped with the set bolt because of the specified bolt size.
Except for these cutter bodies, please use the set bolt equipped with arbor. &
4. The model number of EXM-HF will be changed to E><_SKSVO7 on April 19, 2023. (See below list.)
5. Please see page 33 for recommended Cutting conditions. TSW-410H A-15T
e rkclv H#RNLY (N-m)
WMBELERIANKRTEATI54R) Clamp screw Recommended torque
2RI Before E R After TSW-410H 35

EXM-6063R-HF

EXSKS-6063R-07

EXM-7080R-HF

EXSKS-7080R-07

EXM-5050R-HF-22

EXSKS-5050R-07-22

EXM-5052R-HF-22

EXSKS-5052R-07-22

EXM-6063R-HF-23

EXSKS-6063R-07-22

EXM-7080R-HF-27

UMY

EXSKS-7080R-07-27
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07 247 07 type

Qv iI84TFT542R
End Mill type 075 bRftE

Through coolant hole

Fig.1 @TEZE ¢Dc=¢3205FE Fig.2 @TEZ pDc=¢35 40DI5FE

3
- .
e ) I g ST
RN N ®

S
21 o
22 L

Q@ A& Body

2

WNMUO70620ZER-PM |  TSW-410H A-15
35 | 40 | - 200 | 31 32 - 2
40 | 50 | - 150 | 36 | 32 - 2
40 | 50 | - 200 | 35 | 32 - 2

@ : A—H—FEER Standard stock items

E) 1L ARLFICA DY — FEEARAATHY FEE AL
2. LYFHELVI S0 TRUBEMFEMHIER MOLY) FREKICHBULIZLERA (BIFE) . B@EROHESL,
3. EXM-HFAZ1£234E4 B 198 & YEXSKS-0TH I RBEEHML FT (TRE—HEKSR)
4, EEYEIEGEIBR—UFTSBEEEL,

Note) 1. All cutters are supplied without inserts.
2. All cutters are supplied without wrench & MOLY. _
3. The model number of EXM-HF will be changed to EXSKS-07 on April 19, 2023. (See below list.) TSW-410H 35
4. Please see page 35 for recommended Cutting conditions.

EXM-2032-HF-70-832 EXSKS-2032-07-70-S32
EXM-2032-HF-120-S32 EXSKS-2032-07-120-S32
EXM-3035-HF-40-832 EXSKS-3035-07-40-S32
EXM-3035-HF-40L-S32 EXSKS-3035-07-40L-S32
EXM-4040-HF-50-832 EXSKS-4040-07-50-S32
EXM-4040-HF-50L-S32 EXSKS-4040-07-50L-S32

UL







