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Multi EXTREME

Both high feed machining and shoulder

2 types of holders are available using the same insert:

HF type for high feed machining Max. depth of cut (Ap) = .079”.

SM type is for shoulder milling, face milling, vertical wall milling and corner milling.

Feature 1

Economical double-sided insert (6 corners). 

High efficient machining achieved due to
multi blade specifications.

Double-side usable!

Feature 2

The  dovetail-shaped binding face in the pocket prevents movement
 of inserts which occurs by cutting force with a single screw.

Feature 3

Dovetail-shaped

Max. ap=.079”

EXM-HF Type
MEX-HF Type

EXM-SM Type
MEX-SM Type

HF type for high feed milling SM type for shoulder milling

same insert

Groove for 
identifying
SM type

Max. ap=.118”

R.079”

Features
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　 Application
  P        M    K      H

P01 P10 P20 P30 P40 M01 M10 M20 M30 M40 K01 K10 K20 K30 H01 H10 H20
ISO

Applicable
range

JC8050

JC8118

JC8050

JC8118 JC8118 JC8118

milling is possible by using one type of insert.

2 insert grades available:
PVD coated grade “JC8050” achieves both fracture toughness and wear resistance. 
PVD coated grade “JC8118” provides high versatility and can be widely applied to 
general steel, mold steel and high hardened die steel less than 50HRC.

Feature 4

HF type for high feed milling

SM type for shoulder milling



Tool life comparison (for high feed machining)

Machine:  Vertical MC 

Material:  Mold steel (P20)

●Tool dia.：φ32
(MEX-2032-HF-M16）

●Test by one insert● Cutting conditions ： 
    Vc=200m/min,  fz=1.5mm/t
    ap=1.5mm, ae=22mm
●UP & DOWN CUT, 
  Air blow 

Cutting length(m) 
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Cutting performance

Multi EXTREME

4



Result
After 427m, still able to continue. Compared with 
competitor, tool cost can be reduced, due to increase 
number of insert corner (from 4 to 6 corners).

 Part name

 Material

Hardness

Tool No.

Insert No.

ap

ae

 Coolant

 Machine

 Work

Tool

Cutting conditions

n

Vc

Vf

fz

Cutting speed

Feed speed

1. High feed machining on steel for structure 

Large welding jig

A36 Steel for structure

－

EXM-5050R-HF-22 (φ50)

WNMU070620ZER-PM (JC8050)

 External

 Vertical MC

800

     125

6,000

1.5

1.5

35 

（min-1）

（m/min）

（mm/min）

（mm/t）

（mm）

（mm）

Results

Possible to remove machining steps by using HF/SM types separately while achieving high accuracy in final finishing. 
Using the same insert for both types of cutters reduces the running costs.

2. High feed machining to shoulder milling on mold steel 

Part name

Material

Hardness

Tool No.

Insert No.

.

ap

ae

Coolant

Machine

Work

Tool

Cutting conditions

n

Vc

Vf

fz

Cutting speed

Feed speed

（min-1）

（m/min）

（mm/min）

（mm/t）

（mm）

（mm）

                                          Test piece

                                          PX5  Mold steel (P20)

                                              30-36HRC

① MEX-2032-HF-M16 (φ32-2N) + MSN-M16-55-S32C     ② MEX-2032-SM-M16 (φ32-2N) + MSN-M16-55-S32C

WNMU070620ZER-PM (JC8118)    ※in case of ①②, using same insert corner

                     External                                            Air blow (Internal)

                                              Vertical MC

＜Removal of machining steps in case of work material with slope & corner milling＞ 

① Contouring milling of slope surface (by HF type)

（min-1）

（m/min）

（mm/min）

（mm/t）

（mm）

（mm）

1,500

     150

3,600

1.2

0.8

14 

2,000

    201

1,000

0.25

0.3

1 

① ② 

② Copy milling of slope surface (by SM type)

※①② overhung length 98mm 

contouring milling

face milling

copy milling

face milling +
shoulder milling

＜Roughing slope surface＞

Cutting data
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