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SHOULDER EXTREME

for high efficient shoulder milling.
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Indexable cutter “SHOULDER EXTREME" EXSAP / MSX type,

achieved high efficient & high precision shoulder milling.
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Max. depth of cut (ap)=15mm is poosible.

EXSAP / MSX are usable for wide applications
such as face milling, slotting and plunging.
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Due to arc-geometry on the periphery cutting
edge, cusp height can be smaller even in case

of large ap and achieved high efficient & high
precision machining for vertical wall.
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Economical double-side insert (4 corners). Corner R size is R0.8 & R1.6.
Due to high precision G class periphery grinding,
applicable to not only roughing process but semi-finishing process.
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Periphery grinding

Double-side usable!
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Adopted low cutting force 3D chipbreaker insert with strong edge.

Due to unique clamp system possible to mount insert strongly,
achieved high efficient machining in roughing.
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2 insert grades are available: PVD coated grade “JC8050” achieved both fracture toughness
and wear resistance.

PVD coated grade “JC8118" provided high versatility and can be widely applied such as general
& mold steel and high hardened die steel less than 50HRC.
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Tool life comparison (for roughing)
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Possible to stable roughing!

(" mEI: PX5 (P20)
Material
@I ER: ¢50mm
Tool dia.
(A Y — MA4%E Insert grade
JC8118)
@tHISF
Cutting conditions -
Vc=150m/min, fz=0.3mm/t,
ap=15mm, ae=3mm
TNICTHII Testby oneinsert,
UP & DOWN CUT,
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Surface roughness comparison (for semi-finishing)
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Material

Q@I ER: ¢25mm
Tool dia.

(A Y — B#4FE Insert grade -
JC8050)

O@tTHIE M
Cutting conditions *
Vc=250m/min, fz=0.15mm/t,
ap=3mm, ae=0.2mm.,
2NICTHIL Testby two insert,
DOWN CUT.
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Possible to high precision machining at \/ \/ \/ level!
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Cutting height

35mm
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Material
Q@I ER: ¢50mm
Tool dia.
(A VP — bAT&E Insert grade
JC8118)
[ WiEIESts
Cutting conditions +
Vc=180m/min, fz=0.Tmm/t,
ap=3mm, ae=35mm.
TNICTHII Test by one insert.
DOWN CUT.
\_ I 77'0— Airblow Y,
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Good surface roughness!



=23)V8— ITIOAHJU—A

Line p

QRF7ILTITISAR

Facemill type

—

Q@ Z{K Body

SHOULDER EXTREME
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Through coolant hole
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. ~ti% (mm) Dimensions ISP —F
= inserts
i FE wE | A% PoSBEMIE | o
4 Cat. No. Stock | No. of < ——
3 nears| ®Dc | Lf | #Db | od | edi | a b 2 Setbolt Weight o\
7% | EXSAP-4050R-22 @] 4 50 | 40 47 | 22 17 1104 | 6.3 20 M10 0.32
= RARFERIN
=% ! ! 4 47 | 22 | 17 | 104 | 63 | 2 M1 AR !
S| EXSAPS0SOR22 | O | 5 | 50| 40 04|63 20 ¢ wse) | 939 | naut7oo-
2% | ExsAP5063R22 | © | 5 | 63| 40 | 50| 22 | 17 |104 | 63 | 19 M10 Head cap screw | g 49 ZER-PM
@ ;f\e (JIS Standard)
EXSAP-7080R-27 © 7 80 | 50 56 | 27 | 20 | 124 | 7 24 |M12x1.75X30% 0.98
©:2019F1BHEFT Will be released in January 2019
) 1. ANMEITA VY —NMIBAALTHIF B Ao
2. ALY FBEVT S FRUHEEEBLER (MOLY) HHEL TS A BIF) o I72THhU H#ELZNILT (N-m)
3. kENF DA RIEED, 7 — NV MRIVNEHFBLTHIET . ZDMICDEHL TR P—/N\KEOHBRIVNE ERLEE L, Clamp screw Recommended torque
Note) 1. All cutters are supplied without inserts.
' 2.All cugers are susﬁ\ied W\:huu: wrel?ch & MOLY. TSW-410H 35

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.

EB&m Parts

95700 Clampscrew|  L>F Wrench
TSW-410H A-15T
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keﬁect is much improved.
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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
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