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Through
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€Y CRILY  Shank Type hole
TYPE
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Dimensions (mm)
Cat.No. Stock [ No. of inserts
oDc 0 22 L pd1 oDs 8°
EXSKS-2020-05-50-S20 L 2 20 20 50 130 18 20 1
EXSKS-2020-05-80-S20 O 2 20 20 80 160 18 20 0.5
EXSKS-2021-05-50-S20 O 2 21 20 50 130 18 20 1
EXSKS-2021-05-80-S20 O 2 21 20 80 160 18 20 0.5
EXSKS-3025-05-60-S25 L d 3 25 25 60 140 23 25 1
EXSKS-3025-05-100-S25 O 3 25 25 100 180 23 25 0.5 | WNMU050320ZER-PM
EXSKS-3026-05-60-S25 O 3 26 25 60 140 23 25 1 WNMUO050320ZER-PL
EXSKS-3026-05-100-S25 O 3 26 25 100 180 23 25 0.5
EXSKS-4032-05-70-S32 (J 4 32 30 70 150 29 32 1.5
EXSKS-4032-05-120-S32 O 4 32 30 120 200 29 32 0.5
g EXSKS-4033-05-70-S32 O 4 33 30 70 150 29 32 1.5
EXSKS-4033-05-120-S32 O 4 33 30 120 200 29 32 0.5
Note) All cutters are supplied without inserts or wrenches.
Screw Torque(N.m) Wrench
TSW-307H 2.1 A-10

Insert

ﬁ Fig 2

S
PVD coated Dimensions (mm)
Cat.No. Tolerance Fig.
JC8118 JC8050 DS250 RE IC S

WNMUO050320ZER-PM M [ ] [ 2 7.7 3.9 1
@ WNMUO050320ZER-PL M [ ] 2 7.7 3.9 2

Note) 10 inserts per case.

GRADE MARKING

. Standard stock items

=

JC8050/DS250

(O : Stock in Japan



Bore Type
P IMI K H

» £ Dimensions (mm) £
Cat.No. 8| = Arbor setbolt | 5,
7 S | @Dc | Lf [ @Db | ¢d |@dl| a b ? =
EXSKS-5050R-07-22 (J 5 50 | 50 | 40 | 22 |16.5|10.4| 6.3 | 20 M10 0.38
EXSKS-5052R-07-22 o 5 52 50 40 22 | 165|104 | 63 | 20 M10 0.40
WNMU070620ZER-PM
EXSKS-6063R-07-22 L 6 | 63 | 50 | 48 | 22 | 17 | 104 6.3 | 20 M10 064 | | NMUOT0620ZER-PL
EXSKS-7080R-07-27 Ld 7 80 | 55 | 65 | 27 | 20 [124| 7 | 22 | M12X1.75X35% | 1.23
EXSKS-8100R-07-32 o 8 100 | 50 85 32 26 | 144 | 8 25 M16X2X25% 1.76
Note) All cutters are supplied without inserts or wrenches.
Screw Torque(N.m) Wrench
TSW-410H 35 A-15T
V[ ¢1yAN Modular Type
TYPE
W C, MD
o’ _¢ Q
_ 0
] S

Dimensions (mm)

Insert

Cat.No. Stock [ No. of inserts
q)Dc Lf (pr MD © W
MEX-2032-07-M16 [ 2 32 43 29 M16 12 22
MEX-3035-07-M16 (] 3 35 43 29 M16 12 22 WNMUO070620ZER-PM
MEX-4040-07-M16 (] 4 40 43 32 M16 14 26 WNMUO070620ZER-PL
MEX-4042-07-M16 (J 4 42 43 32 M16 14 26
Note) All cutters are supplied without inserts or wrenches. Sorew Torque(N.m) Wrenh
TSW-410H 35 A-15

@ : Standard stock items

- Stock in Japan
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Through
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EXSKS-07 B ELSST hole
TYPE
Fig.1
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Dimensions (mm) Insert
Cat.No. Stock |No. of inserts .
q)Dc Ll 22 L ed1 ‘PDS 6° Fig.
EXSKS-2032-07-70-S32 O 2 32 30 70 150 29 32 1.5 1
EXSKS-2032-07-120-S32 O 2 32 30 120 | 200 29 32 0.6 1
EXSKS-3035-07-40-S32 O 3 35 40 - 150 31 32 2 | WNMU070620ZER-PM
EXSKS-3035-07-40L-S32 O 3 35 40 - 200 31 32 2 WNMUO070620ZER-PL
EXSKS-4040-07-50-S32 O 4 40 50 - 150 35 32 2
EXSKS-4040-07-50L-S32 O 4 40 50 - 200 35 32 2
Note) All cutters are supplied without inserts or wrenches.
Screw Torque(N.m) Wrench
TSW-410H 3.5 A-15
Insert
Fig 1

—
S s
PVD coated Dimensions (mm)
Cat.No. Tolerance Fig.
JC8118 JC8050 DS250 RE IC S

WNMUOQ70620ZER-PM M (] (] 2 1.2 6.4 1
@& WNMU070620ZER-PL M ° ° ° 2 12 6.4 2

Note) 10 inserts per case.

GRADE MARKING

@ : Standard stock items (O : Stock in Japan



Bore Type
P IMI K H

Fig.1
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_ed _
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Through coolant hole

Without coolant hole
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@(@dy

Fig.2

Fig.3
Through coolant hole
Db
@d

a M10

Set bolt built into
the cutter body

» g Dimensions (mm) = Inserts
Cat.No. 5| = Arbor setbolt | 5, | Fig. R
2 ; @Dc | Lf | oDb | @d | @d1 | a b ? g
EXSKS-3050R-22 O 3 50 | 55 | 40 | 22 | 9.6 |10.4] 6.3 | 19 M10x1.5x25 | 0.4 | 3
EXSKS-4050R-22 [ J 4 | 50 | 55 | 40 | 22 | 9.6 |10.4| 6.3 | 19 M10x1.5x25 | 0.3 | 3
EXSKS-4052R-22 [ J 4 | 52 | 50 | 40 | 22 | 17 |10.4| 6.3 | 20 M10 04| 1
EXSKS-4063R-22 O 4 | 63 | 50 | 48 | 22 | 17 |10.4| 6.3 | 20 M10 051 1
EXSKS-5063R-22 [ 5 | 63 | 50 | 48 | 22 | 17 [10.4] 6.3 | 20 M10 05| 1 WNMUDSO720ZERPM
EXSKS-5063R-27 L 5 | 63 | 50 | 48 | 27 | 20 (124| 7 | 22 | M12x1.75x30 | 0.5 | 1 WNMU090828ZER-PL
EXSKS-5066R-27 [ J 5 | 66 | 50 | 48 | 27 | 20 [124| 7 | 22 | M12x1.75x30 | 0.5 | 1
EXSKS-6080R-27 ® 6 | 80 | 55 | 65 | 27 | 37 [124| 7 | 22 | M12x1.75x40 | 0.9 | 1
EXSKS-7100R-32 [ ] 7 |100| 70 | 85 | 32 | 26 [144] 8 | 32 M16x2x45 191 1
EXSKS-8125R-40 [ 8 |125| 70 | 100 | 40 | 32 [16.4| 9 | 35 M20x2.5x45 | 3.9 | 1
EXSKS-9160R-40 [ J 9 |160 | 55 | 100 | 40 | 85 [16.4| 9 | 35 M20 39| 2
Note) All cutters are supplied without inserts or wrenches. Sorew Torque(N.m) Wrench
CSW-513H 5.5 A-20

@ : Standard stock items

(O : Stock in Japan
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Insert

WNMU090720ZER-PM WNMU090828ZER-PL

JC8050,JC8118 JC7560 JC8050,JC8118
PVD coated Dimensions (mm)
Cat.No. Tolerance

JC8118 JC8050 JC7560 IC S BS RE

WNMUO090720ZER-PM M (] [ J [ 14 7.66 1.94 2

WNMUQ90828ZER-PL M [ ] [ 13.91 8.66 1.37 2.8

Note) 1.10 inserts per case.
2.When using PL inserts, tool dia. will be smaller than PM insert.
In case dia. ¢100 holder, tool dia.is 0.06mm smaller.
In case dia. 9125 holder, tool dia.is 0.1Tmm smaller.
In case dia. ¢160 holder, tool dia.is 0.15mm smaller
GRADE MARKING
WNMU090720ZER-PM WNMU090828ZER-PL

JC8050 JC8118 JC7560 JC8050 JC8118

@ : Standard stock items (O : Stock in Japan



2.6, 6JIEY Definition of corner shape for programming
TYPE

Corner radius for

oy, i Remains Over cut
3] cur programming
R2.0 0.59 0
R2.5 (Std.) 0.5 0
R3.0 0.41 0.13
(mm)
Corner R for Programming
Attention for prOfIIe m|II|ng @ Calculation of tool pass dia.
Ramping Helical interpolation ¢dc = ¢Dh — ¢Dc
L Tool pass dia. Bore dia. Tool dia.

@ Depth of cut per one circuit should not
exceed max. depth of cut ap.

@ Down cutting is recommended,
so tool pass rotation should
be counterclockwise.

¢Dc
Tool dia.

@ To obtain a flat bottom surface when
helical milling, it requires to remove
“the uncut part” in the center of the
work material at a final pass.

© In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
© |In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.
© Long consecutive chips may come out in case of drilling, confirm the safe condition suffciently.

Ramping Helical interpolation
. EFF. Max. depth Max. drilling

Cat. No. Tool dia. | Cutting dia. | of cut (mm) |Max. ramping | Total cutting length at | Min. boredia.| Ma. bore dia depth

(mm) (mm) ap angle o° Max ap Dhmin(m) | Dhmingm) [Dhmin(mm) | Z (mm)
EXSKS-*020/MEX-*020 20 10 15 28 3 28 36 31 04
EXSKS-*021/MEX-*021 21 1 15 26 34 30 38 33 0.4
EXSKS-*025/MEX-*025 25 15 15 18 48 38 46 0 04
EXSKS-*026/MEX-*026 26 16 15 17 51 40 48 43 0.4
MEX-*028 28 18 15 15 58 44 52 a7 0.4
MEX-*030 30 20 15 13 67 48 56 51 0.4
EXSKS-*032/MEX-*032 32 22 15 12 72 52 60 55 0.4
EXSKS-*033/MEX-*033 33 23 15 1 79 54 62 57 0.4
MEX-*035 35 25 15 1 86 58 66 61 0.4
EXSKS-*040/MEX-*040 40 30 15 08 108 68 76 7 0.4
EXSKS-*050 50 40 15 0.6 144 88 9 91 0.4
EXSKS-*052 52 ) 15 0.6 144 92 100 95 0.4
EXSKS-*063 63 53 15 0.5 172 114 122 17 0.4

10



/A)IJEI

26 CRIVA Definition of corner shape for programming
TYPE

Corner radiu_s for Remains Over cut
programming
R3.0 (Std.) 0.8 0
R3.5 0.73 0.06
R4.0 0.66 0.21
(mm)
@ Calculation of tool pass dia.
Attention for profile milling eodc = ¢Dh — ¢Dc
. o X Tool pass dia. Bore dia. Tool dia.
Ramping Helical interpolation
@ Depth of cut per one circuit should not
exceed max. depth of cut ap.
L
- 1
| @ Down cutting is recommended,
50 tool pass rotation shou
| | ion should
< be counterclockwise.
o
ajlo
Se
@ To obtain a flat bottom surface when
A helical milling, it requires to remove
[ 9\ 5 = “the uncut part” in the center of the
o { [ ©) work material at a final pass.
© In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.
© In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.
© Long consecutive chips may come out in case of drilling, confirm the safe condition suffciently.
Ramping Helical interpolation
) EFF. Max. depth Max. drilling
Cat. No. Tool dia. | Cutting dia. | of cut (mm) |Max. ramping | Total cutting length at | Min. bore dia. | Ma. hore dia. depth
(mm) (mm) ap angle o° Max ap Dhmin(m) | Dhmingmm) |Dhmingam) | Z (mm)
EXSKS-*032/MEX-*032 32 15 2 22 53 41 60 48 0.5
EXSKS-*035/MEX-*035 35 18 2 2.1 55 47 66 54 0.5
EXSKS-*040/MEX-*040 40 23 2 2 58 57 76 64 0.5
MEX-*042 42 25 2 1.8 64 61 80 68 0.5
EXSKS-*050 50 33 2 1.5 77 77 96 84 0.5
EXSKS-*052 52 35 2 1.2 96 81 100 88 0.5
EXSKS-*063 63 46 2 1 115 103 122 110 0.5
EXSKS-*080 80 63 2 0.8 144 137 156 144 0.5
EXSKS-*100 100 83 2 0.5 230 178 198 183 0.6

1



O CRIE Definition of corner shape for programming
TYPE

Attention for profile milling

Ramping

Insert w Co';pgérr:rgirl:]:isn?r Remains Over cut
R3.0 1.41 0
WNMUQ090720ZER-PM| 8.2 R3.5 1.30 0
R4.0 1.19 0.025
Insert w Cogpgér?#]%?n?r Remains Over cut
R3.0 1.18 0
WNMUOQ90828ZER-PL | 8.4 R3.5 1.06 0
R4.0 0.95 0.010

Helical interpolation
@Dh

-

@ Calculation of tool pass dia.

¢dc = ¢Dh — ¢Dc

Tool pass dia.

Bore dia.

Tool dia.

aay

@ Depth of cut per one circuit should not
exceed max. depth of cut ap.

@ Down cutting is recommended,
so tool pass rotation should

@Dc
Tool dia

N

be counterclockwise.

@ To obtain a flat bottom surface when
helical milling, it requires to remove
“the uncut part” in the center of the
work material at a final pass.

© In case of ramping and helical interpolation, apply 70% or less feed speed from standard cutting condition table.

© In case of drilling,apply 50% or less Z axis feed speed from standard cutting condition table.
© Long consecutive chips may come out in case of drilling, confirm the safe condition suffciently.

WNMU090720ZER-PM

, EFF. | Max. depth Ramping Helical interpoation | yay. drilling
Cat. No. Tool dia. | Cutting dia. | of cut (mm) | Max.ramping | Total cutting length at | Min.boredia.| Max.bore dia. depth
(mm) (mm) ap angle o° Max ap Dhmin(n) | Dhmin(um) | Dhminmm) | Z (mm)
EXSKS-*050 50 33 3 25 69 73 % 81 11
EXSKS-*052 52 35 3 24 7 77 100 85 12
EXSKS-*063 63 46 3 18 % 99 122 107 12
EXSKS-*066 66 49 3 17 102 105 128 13 12
EXSKS-*080 80 63 3 13 133 133 156 141 13
EXSKS-*100 100 83 3 1 7 173 196 181 13
EXSKS-*125 125 108 3 09 191 23 246 231 13
EXSKS-*160 160 143 3 07 246 293 316 301 17
WNMU090828ZER-PL
: EFF. Max. depth Ramping Helical interpolation | pa. drilling
Cat. No. Tool dia. | Cutting dia. | of cut (mm) | Max. ramping | Total cutting length at | Min. boredia.| Max. bore ia. depth
(mm) (mm) ap angle e Max ap Dhmin(m) | Dhminm) | Dhminm) |~ Z (mm)
EXSKS-*050 50 33 2 23 50 74 % 82 1
EXSKS-*052 5 35 2 22 53 78 100 86 1
EXSKS-*063 63 46 2 18 64 100 122 108 12
EXSKS-*066 66 49 2 17 68 106 128 114 12
EXSKS-*080 80 63 2 13 89 134 156 142 13
EXSKS-*100 99.94 83 2 1 115 174 195 182 13
EXSKS-*125 124.89 108 2 09 128 224 245 232 14
EXSKS-*160 150.85 142 2 07 164 294 315 302 16

12
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B Recommended Cutting Conditions - EXSKS-05 type -

Material Grade Ve fz ap ae
Carbon Stee| (jgg??g) 120 - 200 07-12 0.4-1.0 0.7 Dc
TOELIE(WDJESEILEE' (jgg??g) 110- 180 0.7-1.2 0.4-1.0 0.7 Dc
'\"3?)'_26?41909' (jggysg) 110-180 0.7-1.2 0.4-1.0 0.7 Dc
'\"33'_33?4?09' (jgg;;g) 80- 130 0.7-1.0 0.4-0.8 0.6 Dc

Hardened Die Steel

12-59HRC JC8118 70-100 0.5-0.8 0.5-0.7 0.5Dc
Grey Cast Iron (jggz);g) 130 -200 0.8-14 0.5-1.0 0.7 Dc
Nodular Cast Iron (jgzysg) 110-180 0.7-1,2 0.5-1.0 0.7 Dc
gaustenitic (\10038205500) 90 - 150 07-1.0 04-08 0.5Dc
sartenstie (JDC;;;; 100-170 0.9-1.2 0.5-1.0 0.5Dc

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity. (the above table is guide for cutting on a BT50 machine.)
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.



M Recommended Cutting Conditions - EXSKS-07 type -

Material Grade Ve fz ap ae
Carbon Steel JC8050 120 - 200 11-15 0.5-1.5 0.7 Dc
below 250HB
Tool &Die Steel JC8050 100- 180 11-15 0.5-1.5 0.7 Dc
below 255HB
Mold Steel JC8118 100 - 180 11-15 0.5-1.5 0.7 Dc
30-36HRC
HERSIEE JC8118 80- 130 1.0-13 0.4-12 0.6 Dc
38-43HRC
Hardened Die Steel JC8118 70-100 0.8-1.0 0.4-1.0 0.5 Dc
42-52HRC
Grey Cast Iron JC8118 120 - 200 11-15 0.5-2.0 0.7 Dc
Nodular Cast Iron JC8118 100-170 11-15 0.5-1.5 0.7 Dc
Austenitic JC8050
80 - 150 1.0-12 0.4-12 0.5D
Stainless Steel (DS250) ¢
Martensitic JC8118
100-170 1.0-13 0.5~1.5 0.5D
Stainless Steel (DS250) c

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity. (the above table is guide for cutting on a BT50 machine.)
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.

14
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B Recommended Cutting Conditions - EXSKS-09 type -

Material Grade Ve fz ap ae
JC7560
C::“Z;t:;' JC8050 100- 150 1.0-2.0 0.4-2.0 0.7 Dc
elow (JC8118)
Tool & Die Steel JC7560
°E | 1€ Stee JC8050 100- 150 10-2.0 0.4-2.0 0.7 Dc
JC7560
Mold Steel JC8050 90-130 1.0-2.0 0.4-2.0 0.7 Dc
Mold Steel JC8118
N e 70- 110 0.5-1.0 0.4-15 0.6 Dc
H Die Steel
ardened Die Stee JC8118 60 - 80 0.5-1.0 0.4-15 0.5 Dc
42-52HRC
Grey Cast Iron JC8118 100- 190 1.0-2.0 0.4-25 0.7 Dc
Nodular Cast Iron JC8118 100 - 190 1.0-2.0 0.4-25 0.7 Dc
. JC8050
Stainless Steel (JC7560) 100 - 150 1.0-1.5 0.4-2.0 0.5Dc

Note

1. Please adjust cutting conditions according to machine rigidity or work rigidity. (the above table is guide for cutting on a BT50 machine.)
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.

3. ap should be reduced when using on low rigidity machine.

4. Use air blow.
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cutting force

HIGH FEED TOOLS LINE-UP

PRODUCT EXSKS 09 |EXSKS/MEX 07| SKG/MSG |EXSKS/MEX 05| GMX/MXG QXP/MQX MPM/PME

p—

R g

@5 ae
=)

& ) =o|

Tool Dia (mm) ®50 - 160 ®32-0100 ®25- 0100 20 - 963 »16 - ©66 ®16 - ®66 ®10- ©32

Max. ap (mm) 3.0 2.0 1.5-2.5 1.5 1.0 1.0 0.4

No of corners 6 6 4 6 4 2 2
Insert Spec. Double sided | Double sided | Single sided | Double sided | Double sided | Single sided Single sided
Machine type BT50 BT50 BT40 - 50 BT40 - 50 BT40 - 50 BT40 - 50 BT30- 40
Program R R3.5 R3.0 R2.0-4.0 R2.5 R1.5 R1.5 R1.0

RC|@@@HS

R.C. TOOLS S.R.L. - Via Desman 463/463A - 35010 Borgoricco (PD) - Tel.: 049 5798748 - info@rctools.it- www.rctools.it



