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High feed machining cutter with 4 corners
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SKS G2 SKG TYPE /| SPNW10 INSERT
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B BODY/FACE MILL TYPE/SPNW 10 INSERT

Dimensions(mm)

No. of Applicable
Item code Stock |, . Parts
inserts inserts
@®Dc| Lf |®Db| &d | ®d1 a b e
SKG-4050R-10-22 @ 4 50 50 40 22 14| 10.4 6.3 20 Screw
SKG-5050R-10-22 [ ] 5 50 50 40 22 14| 10.4 6.3 20 TSW
SKG-5052R-10-22 @ 5 52 50 42 22| 16.6| 10.4 6.3 20 3509H
i i ) : ) SPNW
100415ZTR
SKG-6063R-10-22 [ ] 6 63 50 48 22 17| 10.4 6.3 20 Wrench
SKG-6063R-10-27 [ ] 6 63 50 48 27 20| 12.4 7 22
A-15T
SKG-6066R-10-27 [ ] 6 66 50 50 27 20| 12.4 7 22

@Standard stock item
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SKS G2 SKG TYPE /| SPNW14 INSERT
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HBODY/FACE MILL TYPE/SPNW 14
Dimensions(mm)
No. of Applicabl
Item code Stock | . -0 |:->p icable Parts
inserts inserts
®Dc| Lf |PDb| ®dd (Dd1l| a b e
SKG-4050R-14-22 o 4 50 50 40 22 14 10.4 6.3| 19.05 Screw
SKG-4052R-14-22 | @ 4 52 50 42 22 14| 10.4| 6.3|19.05 CSW-
513H
SKG-4063R-14-22 | @ 4 63 50 48 22 17| 10.4| 6.3 20
SKG-4063R-14-27 | @ 4 63 50 48 27 20| 12.4 7 22 SPNW w h
i taid . 140515zTR | o€

SKG-5066R-14-27 o 5 66 50 50 27 20| 124 7 22
SKG-5080R-14-27 (] 5 80 50 60 27 20| 124 7 22 A-20
SKG-6100R-14-32 | @ 6/ 100 63 70 32 26| 14.4 8 25

@sStandard stock item
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SKS G2 MODULAR HEAD MSG TYPE
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Dimensions(mm) .
Item code Stock .No. o Ap-bplncable Parts
inserts inserts
®dDc Lf ®dDb | MD C W
MSG-2025-10-M12| @ 2 25 35 23| M12 11 19 Screw Wrench
MSG-3032-10-M16| @ 3 32 43 28| M16 12 22 SPNW
100415ZTR TSW-
MSG-4040-10-M16| @ 4 40 43 32| M16 14 26 A-15
3509H
MSG-4042-10-M16| @ 4 42 43 32| M16 14 26
@Standard stock item
f ~ [ \
ke i
NG
\ \L\:/ jl.‘J \_
S\_;:—f:—;:/ / j
BMINSERTS A .
@ Dimensions(mm) PVD Coat
<
Item code g
K
A T re e- JC8050 JC8118
SPNW100415ZTR 10.05| 4.46| 1.5 11 (] o
N
SPNW140515ZTR 13.7| 5.56 1.5 11 @ @

@sStandard stock item



SKS G2 SKG/MSG TYPE

@ Definition of corner shape for programming

Over Cut

y
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// DIJET

Over Cut

7@\
[N
o
[1°]
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w=7.6 w=10.8
Remains .
Remains
(mm)
C di
ornerra |u.s Over Cut Remains
for programming
R2.5 0 0.99
. R3.0 0 0.84
SPNW10 insert R3.5 0.09 071
R4.0 0.23 0.59
(mm)
C di
ornerra |u.s Over Cut Remains
for programming
R3.5 0 1.6
. R4.0 0 1.46
SPNW14 insert RAS 0.06 132
R5.0 0.17 1.19
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SKS G2 SKG/MSG TYPE

@ Attention for profile milling

Ramping Helical interpolation

a
©
< :
SPNW10 insert
Tool dia. . M Ramping Helical interpolation
¢D ;gfum;:f:;' depth of cut Max. ramping Total cutting length Min. bore dia. Max. bore dia.
(mm) e angle 8° at Max. Ap ®Dh min(mm) ®Dh min{mm)
25 9.8 1.5 1 95.5 36 48
32 16.8 1.5 1 95.5 50 62
40 24.8 15 1 95.5 66 78
42 26.8 1.5 1 95.5 70 82
50 34.8 1.5 1 95.5 86 98
52 36.8 1.5 1 95.5 20 102
63 47.8 1.5 45' 127.3 112 124
66 50.8 1.5 45' 127.3 118 130
80 64.8 1.5 30' 191 146 158
SPNW14 insert
Tool dia. - . Ramping Helical interpolation
%D ::[:fuw(ri:;' depth of cut Max. amping Total cutting length Min. bore dia. Max. bore dia.
(mm) men angle 8° at Max. Ap M®Dh min(mm) ®Dh min(mm)
50 28.4 2.5 1 143.2 80 98
52 304 2.5 1 143.2 84 102
63 41.4 2.5 45' 191 106 124
66 44 .4 2.5 45' 191 112 130
80 58.4 2.5 30' 286.5 140 158
100 78.4 2.5 20' 430 180 198
125 123.4 2.5 20' 430 230 248
160 138.4 2.5 15' 573 300 318




SKS G2 SKG/MSG TYPE

B RECOMMENDED CUTTING CONDITIONS FOR SKG ' SPNW10-type inserts'

// DIJET

Tool dia.[mm) Tool dia.[mm) Tool dia.[mm)
50 50/52 63/66
Work No of teeth No of teeth No of teeth
. Grades
Materials aN SN 6N
e Ap Ae N VF £ Ap Ae N VE £ Ap Ae N Vi
{(mm) | (mm) | (mm) | (min1) |(mm/mid | (pm) | (mm) | (mm) | (miry | imefeid | mm) | (mm) | (mm) | (miny) | (mm/min)
~150 1.5 ~32| 1,020 7,340 ~150 1.5 ~32| 1,020 9,180] ~150| 1.5| ~a4| 1,020 9,180
2000 12| ~32| 1,020 7,380| 200 1.5 ~32| 1,020 9,180 200 1.5 ~44| 1,020/ 9 180
Carbon steel 1C8050
(C50,055) Jc8118 250 0.8 ~32 890| 5,340 250 1.2 ~32 890| 6,680 250 1.2 ~42 890 6,680
Below 250HB ( )
300 0.6 ~32 830| 4,980 300 1 ~32 830| 6,230 300 1 ~42 830 6,230
350 0.5 ~32 830| 4,650 350 0.5| ~32 830| 5,810 350 0.5| ~42 830 5,810
~150 1.5 ~32| 1,020 7,340 ~150| 1.5/ ~32| 1,020 9,180] ~150 1.5| ~a4| 1,000 9,180
| 2000 1.2| ~32| 1,020 7,340 200 1.5 ~32| 1,020 9,180 200 1.5 ~a4| 1,000 9,180
Die steel,
(12344,1.2379) | JCBOSO 250, 08| ~=z| =90 5340 2%0| 12| ~32| 90| 5680 250 1.2| ~42| =00 6620
(Ic8118)
Below 255HB
300 0.6| ~32 830| 4,980 300 1 ~32 830| 6,230 300 1 ~42 830 6,230
350 0.5| ~32 830| 4,650 350 0.5 ~32 830| 5,810 350 0.5 ~42 830 5,810
~150 1.5 ~32| 1,020 7,340 ~150| 1.5/ ~32| 1,020 9,180] ~150| 1.5| ~a4| 1,020 9,130
2000 1.2| ~32| 1,020 7,340 200 1.5 ~32| 1,020 9,180 200 1.5 ~a4| 1,020 9,180
Mold steel 1C8050
(1.2311,P20) pcg118) 250 0.8 —~32 890| 5,340 250 1.2 ~32 890| 6,680 250 1.2 ~42 890 6,680
30-36HRC
300 0.6] ~32 830| 4,980 300 1 ~32 830| 6,230 300 1 ~42 830 6,230
350 0.5 ~32 830| 4,650 350 0.5| ~32 830| 5,310 350 0.5 ~42 830 5,810
~ 150 1.2 ~32 700 4,200( ~ 150 1.2 ~32 700| 5,250 ~ 150 1.2 ~44 700| 5,250
200 1l ~32 700 4,200 200 1.2 ~32 700| 5,250 200 1.2 ~44 700 5,250
Mold steel TEE
(1.2311,P21) (C8050) 250 0.7 ~32 640 3,840 250 1 ~32 640| 4,800 250 1 ~42 640 4,300
38-43HRC
300 0.6 ~32 510 2,860 300 0.5| ~32 510| 3,570 300 0.5| ~42 510 3,570
350 - - - -| 3s0 - - - .| 350 - - - -
~ 150 1..0[ ~32 3,580 ~ 150 1.0 ~32 640| 4,480 ~ 150 1.0 ~44 640 4,480
200| 0.8 ~32 640 3,330 200 0.8| ~32 640| 4,160 200 0.8 ~44 &40 4,160
Hardened die steel 1C8118
(1.2344,1.2379) 250 0.6 ~32 3,070 250 0.6| ~32 640| 3,840 250 0.6 ~42 640 3,840
42-52HRC
300 - - - .| 300 - - - .| 300 - - - -
350 - - - - 350 - - - -| 350 - - - -
~150| 15| ~32| 1,150 8,280( ~130| 15| ~32| 1,150/ 10,350( ~150| 1.5 ~44| 1,150| 10,350)
Grey & Nodular 200 15| ~=32| 1,150 8280 200 1.5 ~32| 1,150(10,350] 200 1.5| ~a44| 1,150 10,350
(“g;t(;:;"g] Jc8118 250 12| ~32| 1,150 6,900 250 1.2/ ~32| 1,150| 8630 250 1.2 ~42| 1,150 8,630
Below 300HB 300, 0.8 ~32| 1,020 61200 300 0.8 ~32| 1,020 7650 300 0.8 ~42| 1,020 7,650
350 0.5 ~32| 1,020| 6,120 350 0.5| ~32| 1,020| 7,650 350 0.5| ~42| 1,020 7,650

Ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption



SKS G2 SKG/MSG TYPE

B RECOMMENDED CUTTING CONDITIONS FOR SKG 'SPNW14-type inserts'

// DIJET

Tool dia.[mm) Tool dia.[mm) Tool dia.{mm)
50/52 63/ 66/
Work Grades No of teeth No of teeth No of teeth
Materials 4amM 4N 5N
£ Ap Ae N v £ Ap Ae N vf e Ap Ae N v
(mm) | (mm) | (mm]) |{min-1}| (mm/min) | (mm) | (mm) | (mm) |[[min-1}| (mm/min}| (mm) | (mm]) | (mm) | (minY | (mm/min}
~~ 150 2| ~28 8s0 6,410/~ 150 2| ~a0| 710 5,110 ~ 150 2| ~a4| 680 6,120
carbon steel 200 1.8 ~~28 8s0 6,410 200 18| 40| 710 5,110, 200 1.8 'v44| 680 6,120
(c50,C55) dg:":i:l 250 15| —~28| 830 4980 250 15| ~a0| 660 3,960 250/ 1.5 ""44| 630 4,730
Below 250HB soo| 0.8 ~28 760 4,560 300 0.8 ~40| 610 3,660 300/ 0.8 ~44| 580 4,350
350 0.6 28 &40 3,580/ 350 0.6/ ~40| 510 2,860 350 0.6 ""44| 480 3,360,
~~ 150 2| ~28 8%0 6,410/ ™ 150 2| ~a0| 710 5,110| ~ 150 2 '*'44| 680 6,120
Dle steel, 200 1.8 ~~28 890 6,410 200 18| 40| 710 5,110, 200 1.8 '*'44| 680 6,120
(1.2344,1.2379) dg:‘:i:l 250 15| ~28| 830 4980 250 15| ~a40| 660 3,960 250 15 '*'44| 630 4,730
Below 255HB
soo| o8| ~28 760 4,560 300 0.8 ~40 610 3,660 300 o0.s8 '*'44| 580 4,350
350 0.6 28 &40 3,580/ 350 0.6/ ~40| 510 2,860 350 0.6 '*'44| 480 3,360,
-~ 150 2| ~28 890 6,410| ~ 150 2| ~a0| 710 5,110| ~ 150 2 ~44| 680 6,120
Mold cteel 200 1.8 ~~28 8%0 6,410/ 200 18| 40| 710 5,110, 200 1.8 '*'44| 680 6,120
(1.2311,p20) dg:’ii:l 250 15| ~28| 830 4980 250 15| ~a40| 660 3,960 250 15 '*'44| 630 4,730
30-30HRC soo| o8| ~28 760 4,560 300 0.8 ~40 610 3,660 300/ o028 '*'44| 580 4,350
ss0| 0.6 28 &40 3,580 350 0.6/ ~40| 510 2,860 350 0.6 '*'44| 480 3,360,
~150| 1.6/ "~ 28| &40 3,840/~ 150 16| ~a0| 510 3,060 ~ 150 1.6 ~44| 480 3,600
Mold stecl 200 14| ~28 &40 3,840 200 14| ~a0| 510 3,060 200 14 ~44| 480 3,600
{1.;311;;11 dg:{l);zl 250 12| ~28| eao| 3840 250 12| ~ao| 510 3,080 250 1.2 ~44| as0| 3,600
38-43HRC
soo| 0.7 ~28 510 2,860/ 300 o0.7| ~ao0| ao0 2,240 300 0.7 ~aa] 390 2,730,
3so| - = S S 3so| - S = S 350 - S S S
~~ 150 1| ~28 570 2,740| ~ 150 1| ~a0| 4as0 2,160| ~ 150 1| ~ 44| 430 2,580,
Hardened die 200 1| ~28 570 2,280 200 1| ~a0| 4as0 1,200 200 1| ~ 44| 430 2,150,
[1_23:;:_'23?9! ca118 2s0] o8| ~28 570 1,820 250 0.8 ~ao0| aso| 1,440| 250 0.8 ~aa| a30] 1,720
A42-52HRC 300 - - - - 300 - - - - 300 - - - -
sso| - - - - 3so| - - - - 3s0| - - - -
~~ 150 2| ~28| 1,150 8,280/ ~ 150 2| ~a0| 910 6,550| ~ 150 2| ~ a4 s70 7,830
Grey & Nodular 200| 1.8 ~ 28| 1,150 8,280 200 18| ~40| 910 6,550 =200 1.8 ~44| 870 7,830
{?:;E;Og; 8118 250 1.5 ~ 28| 1,150 6,900 250 15| ~ao| 910 5,460 250/ 1.5 ~44| 870 6,530
Below 300HB soo] 0.8 ~ 28| 1,020 6,120 300 0.8| ~ao| 810 4,860 300 0.8 ~44| 770 5,780
sso| 0.6 ~~28| 1,020 5,710, 350 0.6 40| 810 4,540 350 0.6 'v44| 770 5,390

Ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net powerconsumption



// DIJET

SKS G2 SKG/MSG TYPE

B RECOMMENDED CUTTING CONDITIONS FOR SKG 'SPNW14-type inserts'

Tool dia.{(mm]) Tool dia.(mm)
80/ 100/
Work Grad MNo of teeth No of teeth
Materials rades 5N 6N
£ Ap Ae N Vf 2 Ap Ae N v
{mm) (mm) (mm) (min-1) [(mm/min)] {mm) (mm) (mm) (min-1) |(mm/min)
~ 150 2 ~56 600 5,400 ~~ 150 2 ~70 480 5,180
200 1.8 ~56 600 5,400 200 18 ~70 480 5,180
Carbon steel 1C8050
(C50,C55) 250 1.5 ~56 560 4,200 250 15 ~70 450 4,050
(Jc8118)
Below 250HB
300 0.8 ~ 56 520 3,900 300 0.8 ~70 410 3,690
350 0.6 ~56 440 3,080 350 0.6 ~70 350 2,940
-~ 150 2 ~ 56| 600 5,400 ~ 150 2 ~ 70| 480 5,180
200 1.8 ~ 56| 600 5,400 200 18 ~ 70| 480 5,180
Die steel, ETIET
(1.2344,1.2379) 250 1.5 ~ 56| 560 4,200 250 L5 ~ 70| 450 4,050
(Jcs118)
Below 255HB
300 0.8 -~ 56| 520 3,900 300 0.8 ~ 70| 410 3,690
350 0.6 ~ 56| 440 3,080 350 0.6 ~ 70| 350 2,940
~ 150 2 ~56 600 5,400 ~~ 150 2 ~70 480 5,180
200 1.8 ~56 600 5,400 200 18 ~70 480 5,180
Mold steel JCBO50
(1.2311,P20) 250 1.5 ~56 560 4,200 250 15 ~70 450 4,050
(Jc8118)
30-36HRC
300 0.8 ~56 520 3,900 300 0.8 ~70 410 3,690
350 0.6 ~56 440 3,080 350 0.6 ~70 350 2,940
~ 150 1.6 ~ 56| 400 3,000 ~ 150 16 ~ 70| 320 2,880
200 1.4 ~ 56| 400 3,000 200 14 ~ 70| 320 2,880
Mold steel TERIA
(1.2311,P21) 250 1.2 ~ 56| 400 3,000 250 12 ~ 70| 320 2,880
38-43HRC (1ceos0)
300 0.7 ~ 56| 320 2,240 300 0.7 ~ 70| 250 2,100
350 - - - - 350 - - - -
-~ 150 1 ~56 360 2,160 -~ 150 1 ~70 290 2,090
Hardened die 200 1 ~56 360 1,800 200 1 ~70 290 1,740
steel JCg8l1g
(1.2344,1.2379) 250 0.8 56 360 1,440 250 0.8 70 290 1,390
42-52HRC 300 - - - - 300 - - - -
350 - - - - 350 - - - -
~~ 150 2 -~ 56| 720 6,480 ~ 150 2 ~ 70| 570 6,160
Grey & Nodular 200 1.8 ~ 56| 720 6,480 200 18 ~ 70| 570 6,160
cast iron
(GG,GGG) JC8118 250 1.5 56| 720 5,400 250 15 70| 570 5,130
Below 300HB 300 0.8 -~ 56| 640 4,800 300 0.8 ~ 70| 510 4,590
350 0.6 ~ 56| 640 4,480 350 0.6 ~ 70| 510 4,280

Ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption



SKS G2 SKG/MSG TYPE

B RECOMMENDED CUTTING CONDITIONS FOR MSG MODULAR HEAD

// DIJET

Tool dia.(mm) Tool dia.(mm) Tool dia.(mm)
25/26 32 40/a2
W""_k Grades No of teeth No of teeth No of teeth
Materials 2N 3N anN
& Ap Ae N vi e Ap Ae N vf 14 Ap Ae N vi
(mm]) [ (mm] | (mm) |(min-1)|{mm/min}| [mm) | ([mm]) | (mm) |[(min-1}| (mm/min) | ([mm) | [mm) | (mm) [{min-1}| (mm/min)
~ 75 1 9| 2,290 6,870 ~ 100 1| ~~ 14| 1,790 8,060| ~ 100 1| ~ 24| 1,430 8,580
Carbon steel ICB050
(C50,C55) Jca118 125 0.8 9| 2,290 6,870 150 0.8| ~ 14| 1,790 8,060 150 0.8| — 24| 1,430 8,580
Below 250HB ( )
175 0.6) 9| 2,290 6,410 210 0.6| ~ 14| 1,790 7,520 210 0.6 —24| 1,430 8,010
~ 75 1 ~~9| 1,910 5,730| ~ 100 1| ~ 14| 1,450 4,470| ~ 100 1| ~24| 1,150 7,140
Die steel, 1C2050
(1.2344,1.2379) . 125 0.8 ~9| 1,910 5,730 150 0.8| ~ 14| 1,450 4,470 150 0.8| ™ 24| 1,190 7,140
Below 255HB ( )
175 0.6) 9| 1,910 5,350 210 0.6| ~ 14| 1,450 4,170 210 0.6 24| 1,190 6,660
~ 75 1 ~9| 1,910 5,730| — 100 1| ~ 14| 1,450 4,470| ~ 100 1| 24| 1,150 7,140
Mold steel 1C2050
(1.2311,P20) (Jcs11s) 125 0.8 ~9| 1,910 5,730 150 0.8| ~ 14| 1,490 4,470 150 0.8| ~24| 1,150 7,140
30-36HRC
175 0.6/ 9| 1,910 5,350 210 0.6| ~ 14| 1,450 4,170 210 0.6 24| 1,190 6,660
~ 75 i 9| 1,400 3,640| ~ 100 1| ~ 14| 1,080 2,830| ~ 100 1| —~24 880 4,580
Mold steel JC8118
(1.2311,P21) (JC8050) 125 0.8 ~9| 1,400 3,640 150 0.8| ~ 14| 1,090 2,830 150 0.8 —24 880 4,580
38-43HRC
175 0.6) 9| 1,400 3,360 210 D.E| ~ 14| 1,090 2,620 210 0.6 ~24 880 4,220
~ 75 0.6) 9| 1,270 3,050| ~ 100 D.5| ~ 14 930 2,380| ~ 100 0.6 ™24 800 3,840
Hardened die steel JCcB118
(1.2344,1.2379) 125 0.4/ 9| 1,270 3,050 150 0.4 ™~ 14 990 2,380 150 0.4 ™24 800 3,840
42-52HRC
175 0.3| ~9| 1,270 2,540 210 0.3| ~14 990 1,980 210 0.3 ~24 800 3,200
~ 75 12 ~~9| 2,290 6,870| ~ 100 1.2| ~ 14| 1,790 5,370| ~ 100 1.2 ~24| 1,430 8,580
Grey & Nodular
cast iron
(GG,GGG) Jc811s 125 i 9| 2,290 6,870 150 1| ~ 14| 1,750 5,370 150 1| ~24| 1,430 8,580
Below 300HB
175 0.8 9| 2,290 6,870 210 0.8| ~ 14| 1,790 5,370 210 0.8 ~ 24| 1,430 8,580

Ap: Depth of cut, N: Spindle speed, Vf: Feed speed, Pc: Net power consumption
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