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Shanghai Kexian Precision Tools Co.,Ltd.
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Headquarter: 5th Floor, Tower B, Building 26, NO. 3825 Xinzhuan Highway, Dongjing Town, Songjiang
District, Shanghai, China.
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Kexian Precision Tools, as a solid strong support for the machining industry !
Shanghai Kexian Precision Tools Co., Ltd. was established in 2014.Later,Kexian Precision Tools
(Zhejiang) Co., Ltd. was established in Pinghu E.D.Z., Zhejiang Province. A series of imported CNC
equipments were settled which come from USA, Japan, Germany. They are used for Segmenting,
Grinding, Coating and Inspecting in the processing . Such precisive equipments help the final prod—-
ucts reach the international highest cutting range around + / — 0.002 mm .

After nearly 10 years of unremitting efforts, developing efforts, through the research and develop on
the Raw—-Material-Selection,Heat Treatment, Surface Coating, Flute Processing and other aspects of
the in—depth study, like Finished Steel, Cast Iron, Stainless Steel, Titanium Alloy, Super Alloys, Hard—
ened Steel, Non—ferrous metals, it gains technique & experience accumulation, has extremely strong
field management ability, information control measures, leading ideas of real products. Finally it
formed a set of material selection, heat treatment, surface coating, cutting edge processing and the
unique technology of 52 degree and 65 degree. We have applied I1SO certificate and also gained
high—tech enterprises qualification, certificate of high—tech achievements and the certificate autho-
rized by Europe and the United States. It continues to expand the research and development plat—
form, improves and develops the R&D team, constantly updates equipments, increase investment
and constantly & the iteratively upgrades the new products and new technologies. Our goal is to
create the first—class products with stable quality, which keeps us victor in the competition.

Kexian will continuely make contributions to the top—end manufacturing. We always adhere to these
policies, they are "Production Environment Optimized , People—QOriented, Safety First, Constant
Improvement, Pursuit of Excellence , Occupational Health, all these is to commit employees a com-
fortable and pleasant working environment. Looking forward to the future, we believe that Kexian will
be able to break through all the difficulties and get a beautiful tomorrow with our utmost enthusiasm.
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Kéia

B73°FJ))  Segment Square End Mill

JIEE#&ZD RS

Cutter Dia. [

52 . 0010 .0020 . 2F

7
Flute
‘ e
Cutter Type
52°FF .
65QF I 7T-“1§IJ: (DO-I*OE*QW

Example:®0.1*0.2*2Flute

ﬂf@qzﬂ Deep Groove Square End Mill

JTREE®RD #WEK

Cutter Dia. Effective Length

52 . 01 003 . 2F

7] 8
PR | Flute
TIRZES
_ Cutter Type .
B52°FE _
" esm | ~fl: ©0.1*0.3*27]

Example:®0.1%0.3*2Flute

END MILLS SELECTION GUIDE
TR SIRRIERE

FIWIF- ] straight Shank Square End Mill

TNEEED 7K

Cutter Dia, i

52.0400.11.050. 4F

2K 7

Over Length  Flute
TIEZEH
i e )
52 HE .

65° ;. ©4*11*50%47]

| Example:®4*11*50"4Flute

I8 &2 J) Comer Radius End Mil

TIREH#ED Rz
Cutter Dia. R Dia.

52.040.11.01.050. 4R

DIE-S 2k TH
P | I £ Over Length  Flute
TIRZEH
Cutter Type
52°F
B5°fF . ®4*11*R0.1*50*47)

Example:@4*11"R0.1"50"4Flute

Kéia

?‘%{’Qﬁlﬂ Deep Groove Comer Radius End Mil

JIAE#D Rz

Cutter Dia. R Dia.

52.10.040.005.4LR

R S 7 #
Effective Length Flute
TNEZEH
CI:.rtterT\_._rEe_E
52° K
: ' fil: ©1*4*R0.05*47]
65" Example:® 1*4*R0.05*4Flute

RBER ) Deep Groove Ball Nose End Mill

JEERFD #EK

Cutter Dia. Effective Length

52 .08 . 0020 . 2LE

IR
— Flute
TIEZEH
Cutter Type
52"
B5° il ®©0.8R0.4*2*27]

Example:®0.8R0.4*2*2Flute

END MILLS SELECTION GUIDE

JIE R SHRiINIER
ER 7] Ball Nose End Mil
TIEERZD Rz
Cutter Dia. R Dia.

52.04.06.050. 2B

DI -S 7]
. I3 Flute
TIEHEH
Cutter Type
52°
65° & Tfl. ©4R2*6*50*27]

Example:®4R2*6*50" 2Flute
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BRI Coating Types MRAERE AR 5 2 g{*ﬁﬁ k3 9)

TISTCOATING | CrAFCOATING | DLC COATING | DIA COATING 52° SOLID CARBIDE END MILLS

BREESIIMERE

Coating Types Chart on Workpieces
O FEgiER OBES&
Very Suitable Suitable

ERIERE

LR EN ©)
45~65 HRC Hardened Steel
27NBRETET]
ﬁ(ﬁﬂ%ﬂ © O 2 Flute Segment Square End Mill
45~52 HRC Hardened Steel 2715 P
2 Flute Straight Shank Square End Mill
] 27 EHR27] B E F YIRS P12-14
Quenched 18}?.'% f? ered Steel O @ Miling Parameters of 2 Flute Straight Shank End Mill & 2 Flute' Segment Square End Mill
& P ATIRETT) P15
4 Flute Segment Square End Mill
S EiE W o ATVEARFT) P16
E Ordinary Steel 4 Flute Straight Shank Square End Mill
s ATV EAR/ATI R £ T TINMIB 4 P17-18
EH ﬁﬁ Milling Parameters of 4 Flute Straight Shank End Mill & 4 Flute Segment Square End Mill
& O 2TRBFT P19-22
g Copper 2 Flute Deep Groove Square End Mill
& 271 R EGF TIYHI S8 P23-26
g o Milling Parameters of 2 Flute Deep Groove Square End Mill
w0 4 Flute Deep Groove Square End Mill
o) B AR GFETIVIHIZ P30-31
—h ; e . @ Milling Parameters of 4 Flute Deep Groove Square End Mill
= Hard Brittle Materials 2TBERAT P32-34
Q | 2 Flute Segment Comer Radius End Mill
5 Pat ATVRERRT P35
g. Gr aphit e © 4 Flute Segment Comer Radius End Mill
@ 27)/A7 R = F B IR S P36
(] S Milling Parameters of 2 Flute /4 Flute Segment Comer Radius End Mill
@ B imE O 4TEARERN P37-39
Superalloy 4 Flute Straight Shank Comer Radius End Mil
ATVEWMERTIVIHIZH P40
%&é@ @ Milling Parameters of 4 Flute Straight Shank Comer Radius End Mill
itani 27 FAE R T P41-51
Titanium A"Oy 2 Flute Deep Groove Comer Radius End Mill
2T FAERTYEISE P51-53
7{(%% @ Milling Parameter of 2 Flute Deep Groove Comer Radius End Mill
Stainless Steel 3 471RBER T P54-62
4 Flute Deep Groove Comer Radius End Mill
e 47 FEE B TIIEI B8 P63-64
@ Milling Parameter of 4 Flute Deep Groove Comer Radius End Mill
Cast Iron 2T R EHKT] P65

2 Flute Segment Ball Nose End Mill
27 HHRERT] P66
2 Flute Straight Shank Ball Nose End Mill
27 R E/EWMBK TIYIHISH P67-68
M1lhng rameters of 2 Flute Segment/ Straight Shank Ball Nose End Mill

P69-72

TR YIS S 8% P73-78

Milling Parameters of 2 Flute Deep Groove Ball Nose End Mill

Hikp)tEae, ESRMEMEE!

Top Performance, Competitive Price!
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Ké&stian 52° s g &¥ian
271E8ZEST] 2 Flute Segment Square End Mill 27JEH¥J] 2 Flute Straight Shank Square End Mill
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243 ; d=h5 Tolerance Coating | Slotting IA Side Milling Face Milling Y| Fiute | Helx Angle | Workpiece HRC 4% d=h5 Talerance Coating | Slotting Side Milling Face MiilingJ/ Flute | HelixAngle Workpiece HRC
D=3 0,0.015 = = D=3 0,0.015 . = = . »
3<D<20 0002 CrAL (@] (o] (o] 2 30 HRC=<52 R 0,002 CrAL © (o] © 2 30 HRC=52
WANEIFH cutting Materials © 3E% 184 Very Suitable © &4 Suitable WANEIFE cutting Materials © 3E%3E4 Very Suitable © 54 Suitable

N e WEE | BB | vedoedhed | FEW | HAS | EAe | B ME BB | mEas W e WS | W% | redbeited | FE® | HAS | #A2 W |mE | BE | mEas

Csat(ebé:i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre St;'gé?ss Trt:lr;é::(m Alu';rllil:)r‘:[um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre S‘tsatien EI_,?SS T'tzl? g,:,m Alumlgr;rum Copper | Resin | Graphite | Super Alloy

o] ] o] @] O [ O O @) @] [ O [ [ (@] 6] 6] @ 2 O O & &} O

i8S 742 (D) i (£) Wiz (d) 21 (L) 7 (D) nE () 4z (d) £ (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Owverall Length Cutter Dia. Length of Cut Shank Dia. Overall Length

52.0010.0020.2F 0.1 02 4 45 52.0400.11.050.2F " 50
52.0020.0040 2F 02 04 4 45 52.0400.11.075.2F 4 11 4 75
52.0030.0060.2F 03 0.6 4 45 52.0600.13.050.2F 13 50
52.0040.0080 2F 04 08 4 45 52.0600.15.060.2F 15 60
52.0050.0100.2F 05 1 4 45 52.0600.15.0752F g 15 6 75
52.0060.0120 2F 06 1.2 4 45 52.0600.15.100.2F 15 100
52.0070.0140.2F 07 14 4 45 52.0800.20.060.2F 20 60
52.0080.0160.2F 08 16 4 45 52.0800.20.0752F 8 20 8 75
52.0090.0180.2F 09 1.8 4 45 52.0800.20.100.2F 20 100
52.0100.0300.2F 1 3 4 50 52.1000.25.0752F 2y 75
52.0150.0450 2F 15 45 4 50 52.1000.25.100.2F 10 25 10 100
52.0200.0600.2F 2 6 4 50 52.1000.30.150.2F 30 150
52.0250.0750.2F 25 5 4 50 52.1200.25.075.2F 25 75
52.0300.0900 2F-6 4] 9 6 50 52.1200.30.100.2F 12 30 12 100
52.0400.1200.2F-6 4 12 6 50 52.1200.30.150.2F 30 150
52.0500.1500.2F-6 £ 15 6 60 52.1600.30.100.2F 16 30 16 100

52.1600.40.150.2F 40 150

10 11



/ F3% ® o
y = @ Milling Series
Ké&3tian 52° s
18I Z2%13E Milling Parameters Recommendation

27 ZEFT1/2T BRI
2 Flute Segment Square End Mill / 2 Flute Straight Shank Square End Mill

PWANEI 41 E B2 ¥ Carbon Steel & Alloy Steel
Workpiece Material S50C SCM = SKD = SUS

@ Milling Series / & gg a ®
52° s Ké&stian
18I Z%{3E Miling Parameters Recommendation

27 EFT1/12 T BRI
2 Flute Segment Square End Mill / 2 Flute Straight Shank Square End Mill

|4 & W E$ Quenched&Tempered Steel FENER Hardened Steel
Material HPM = NAK SKD61 (~52HRC)

nE Ve |n |mm/min|fom/mn| Aemm | spmm |y o 3 _ R
Cutter Dia. m/min | min-1 8 FriE k= &% Fri m/min | min-1 FriE
| Side Milling |  Slorting | Side Milling | Side Milling | Slotting | Slotting

0.1 50-80 | 50000 | 25 | 0.005 0.005 | 50-70 | 50000 15 | 0.005 0.005
02 50-80 | 50000 40 | o001 001 | 50-70 | 50000 25 | 001 0.01
03 50-80 | 50000 100 | 50 | 0015 | 06 | 0015 | 50-70 | 50000 | 90 35 | 0015| 06 | 0015
04 50-80 | 50000 150 @ 75 | 002 | 08 | 002 |s0-70 47700| 130 | s0 | 002 | 08 | 002
05 50-80 | 41401 170 | 85 |0025| 1 |0075 | 5070 [38200] 130 | so | o025 | 1 | 0025
06 50-80 | 34501 170 = 85 | 003 | 12 | 009 | 5070 31847 | 130 | s0 | 003 | 12 | 003
07 50-80 | 20572 180 | 90 | 0035 | 14 |0105 | 5070 (27208 | 140 | s0 | 0035 | 14 | 0035
08 50-80 | 25676 180 @ 90 | 004 | 16 | 012 | 5070 23885 | 140 | 50 | 004 | 16 | 004
09 50-80 | 23001 | 200 | 95 | 0045 | 18 |0135 | 50-70 | 21231 | 145 | 50 | 0045 | 18 | 0045
1 50-80 | 20701 210 = 100 | 0.07 2 | 015 | 5070 19108 | 150 | 55 | 005 | 2 0.05
15 50-80 | 13800 | 210 | 100 | 0105 | 3 | 075 | 50-70 | 12739 | 150 | 55 | 0075 | 3 | 0075
2 50-80 | 10350 210 @ 100 | 0.14 4 1 | 5070 9554 | 170 | 60 0.1 4 0.1
25 5080 | 8280 | 250 | 120 | 0175 | 5 125 | 5070 | 7643 | 180 | 65 | 0125| 5 | 0125
3 50-80 | 6900 280 @ 140 | 045 6 15 | 5070 6369 | 190 | 70 | 015 6 0.15
4 5080 | 5175 @ 300 | 160 | 06 8 3 | 5070 | 4777 | 190 | 70 02 8 02
5 5080 | 4140 @ 330 160 | 075 | 10 | 375 | 5070 3822 | 230 | 75 | 025 | 10 | 025
6 50-80 | 3450 @ 340 | 170 | 09 12 | 45 | 5070 | 3185 | 260 85 03 12 | 03
8 50-80 | 2588 320 160 | 12 16 6 | 50-70 2389 | 240 | 75 0.4 16 04
10 50-80 | 2070 | 300 | 150 | 15 20 | 75 |s070 1911 | 230 | 75 05 | 20 05
12 50-80 | 1725 270 @ 140 | 18 24 9 |[s070 1592 | 220 | 70 06 | 24 06

12

Ve |n |mm/min|fommn| Aemm | spmm |y roin) mn/min | R

Cutter Dia. m/min | min-1 8 FriE {0l 8% &% Frid m/min | min-1 FriE
| Side Milling |  Slotting | Side Milling | Side Milling | Slatting | Slotting

0.1 40-60 | 50000 | 20 | 0.005 0.005 | 20-40 | 50000 15 | 0.002 | 0.005
02 40-60 | 50000 30 | o001 001 | 2040 | 47700 20 | 0.004 0.01
03 40-60 | 50000 | 85 40 | 0015 | 06 | 0015 | 2040 | 31847 20 | 0.006 0015
04 40-60 | 47700 110 = 55 | 002 | 08 | 002 | 2040 23885 | 50 25 | o008 | 08 | 002
05 4060 [ 38200 110 | 55 |o0025| 1 |o0025 | 2040 | 19108 | 60 30 | 001 1 | 0075
06 40-60 [212314 110 | 55 | 003 | 12 | 003 | 2040 15924 | 60 30 |0012| 12 | 009
07 4060 (181984 120 | 55 | 0035 | 14 |0035 | 2040 | 13649 | 65 35 | 0014 | 14 | 0105
08 40-60 (159236 120 55 | 004 | 16 | 004 | 2040 11943 | 65 35 | 0016 | 16 @ 012
09 4060 (141543 125 | 55 | 0045 | 18 | 0045 | 2040 | 10616 | 70 35 | 0018 | 18 | 0135
1 40-60 [127389 130 65 | 005 2 | 005 | 2040 | 9554 | 75 40 | 002 | 2 0.15
15 4060 | 25478 | 130 | 65 | 0075 | 3 | 0075 | 2040 | 6369 | 75 40 | 003 3 | 0225
2 4060 | 19108 150 @ 75 | 01 4 01 | 2040 4777 | 75 40 | 004 | 4 03
25 4060 | 15287 | 160 | 80 |o0125| 5 |o0125 | 2040 382 | 75 40 | 005 5 | 0375
3 4060 | 12730 170 85 | 015 6 | 015 |2040 3185 | 80 40 | 006 6 045
4 4060 | 6369 | 170 | 85 | 02 8 02 | 2040 2389 | 95 50 | 008 | &8 06
5 4060 | 5006 @ 210 @ 110 | 025 | 10 | 025 | 2040 1911 | 95 50 0.1 10 | 075
6 4060 | 4246 | 240 | 120 | 03 12 | 03 | 2040 1592 | 100 50 | 012 | 12 | 009
8 4060 | 3185 220 110 | 04 16 | 04 |2040 1194 | 100 50 | 016 | 16 | 12
10 4060 | 2548 | 210 | 100 | 05 20 | 05 |2040 955 | 100 | =0 02 | 20 15
12 4060 | 2123 | 200 @ 100 | 06 24 | 06 |2040 796 | 100 | s0 | 024 | 24 18

13



& - ® @ Milling Series @ Milling Series K Bl 5% = ®
Ké&stian 52° s 52°.:s &tian
PIEIZ#ZE Miling Parameters Recommendation ATJERZEIE]] 4 Flute Segment Square End Mill
2T ENTI /2T BEMRIET] )

@d
2 Flute Segment Square End Mill / 2 Flute Straight Shank Square End Mill L ,]/(‘5" \
mni;l L] I
F mm/min Ap mm
Ve m/min n min-1 - .[fﬂuiasﬁ = g_ﬂg T i : '@UE‘E ;Hgf
Side Millin Slottin Side Millin Side Millin Slottin ' b
0.1 6080 | 50000 60 : 25 . 0.02 : 02 - 0_01 ﬁg i é‘ . % L f Gt il Bdadchinne
242 d=h5 Tolerance Coating Slotting # Side Milling Face Milling 24 Flute | HelixAngle Workpiece HRC
02 60-80 50000 90 35 0.04 04 0.02 — T
03 60-80 50000 150 60 0.06 0.6 0.03 3<D<20 0,002 CrAL o o e, 4 30° HRC<52
04 60-80 50000 200 80 0.08 08 0.04
05 60-80 44586 220 90 01 1 02 WANEI#AEL Cutting Materials © 3% i54 Very Suitable © & Suitable
06 60-80 37155 230 95 0.12 12 0.24 ~ } | " _
07 60-80 31847 240 95 0.14 14 0.28 st S amm | R | hedemedSedd | FE | Mes | ERe | R (WRE SR | Ales
08 60-80 | 27866 250 95 0.16 16 032 teel Alloy steel | rempered steel | C35tION | capce | ssohrc | Steel Alloy Mipy ~ [CORPeK| Hesin)|Grapoie | super Alloy
09 60-80 | 24770 260 95 0.18 18 036 o o o o o | o | o | o |e|c
1 60-80 22293 270 100 02 2 04
15 60-80 14862 300 120 03 3 1125 e o e sz s
< 60-60 11146 330 120 04 4 15 C]l;d?;f_:). Cu:t::r Dia. Length of Cut Sh;::k D?a Overall Ln!:ngth
25 60-80 8917 360 120 05 5 1.875 T " 3 4 e
3 60-80 7431 370 130 06 6 225 e — e e v =
4 60-80 5573 390 130 08 8 3 T T ) = - =
5 6080 4459 410 130 1 10 375 R CTEIAE e e 7 =
6 6080 | 3715 410 130 12 12 45 T ’ : . -
8 60-80 2787 360 120 16 16 6 P ——" . - g =
10 60-80 2229 330 110 2 20 75 T 4 - - -
12 60-80 1858 320 110 24 24 9 T : = ‘ el

14 15



/ F3% ® line Sor lina Ser /s 3% ®
& = @ Milling Series @ Milling Series k & =
Ké&stian 52° s 52°. exian
ATJEMIET] 4 Flute Straight Shank Square End Mill Y18 E2%13E Miling Parameters Recommendation

ATIEREF T/ AT ERFT]
' ‘ [ 4 Flute Segment Square End Mill / 4 Flute Straight Shank Square End Mill

e Material S50C SCM = SKD = SUS
& Ve | F f in_| Ae mm ! Ap mm ) - /| in | Ae mm il Ap mm
e 7 Eek T @ B P EE il /s S:szlﬁinz E:idig!q.fi%ing Side r-fﬁ'mg .Sid@ur'.ﬁing Sad@{ﬁinz
48 d=h5 Tolerance Cil:lg‘éng SI?tglg él E:jf: Milling Ié Face Milling_éi Flute Helix Angle | Workpiece HRC 1 45-75 19108 290 0.05 25 45-65 17516 210 005 25
e 00015 15 4575 12739 290 0.075 375 4565 11677 210 0.075 375
3<D<20 0.0.02 CrAL e ] e, 4 30° HRC<52 2 4575 9554 290 0.1 5 45.65 8758 240 0.1 5
25 4575 7643 350 0.125 6.25 4565 7006 260 0.125 6.25
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable 3 4575 6369 390 03 75 4565 5839 260 0.3 75
wEs aen Sl B | Hordbidbreel AEE Has | E4% o  mE a2 Bilas ? i M o L it i) i il I 1
Csat(eb;i’n Alloy Steel Tg‘r#emh;d & Cast Iron Stainless Titanium | Alumunum Copper Resin = Graphite Super Alloy 3 4349 1 Gl =0 D5 125 4365 1 i =50 1 05 129
pered Steel <s2hrc | >52hre Steel Allay Alloy 6 4575 3185 540 0.6 15 4565 2919 390 0.6 15
o @ o o C [ o O C e | o 8 4575 | 2389 480 12 20 4565 | 2189 370 | 12 20
10 4575 1911 480 15 25 4565 1752 360 15 25
e e o e YT 12 4575 1592 440 18 30 4565 1460 360 18 30
Codfano. Cutter Dia, Lt-angt\h of Cut Shank Dia. Overall Length 16 45-75 1194 380 24 40 45-65 1095 350 24 40
57 0400 1. 050AF 11 e0 20 4575 955 380 3 50 4565 876 350 3 50
52.0400.11.0754F 4 11 4 75
52.0500.15.060 4F 5 15 6 60
52.0600.13.050.4F 13 50
52.0600.15.060 4F 15 60
52.0600.15.0754F g 15 ® 75
52.0600.15.100 4F ' 15 100
52.0800.20.060.4F 20 60
52.0800.20.075 4F 8 20 8 75
52.0800.20.100 4F 20 100
52.1000.25.075 4F 25 75
52.1000.30.100 4F 10 30 10 100
52.1000.30.150 4F 30 150
52.1200.25.075 4F 25 75
52.1200.30.100 4F 12 ' 30 12 100
52.1200.30.150 4F ' 30 150
52.1600.40.100 4F 40 100
52 1600 48 150 4F 16 48 10 150
52 2000.40.100 4F 3 40 5 100
52 2000.60.150 4F 60 150

16 17



@ Milling Series
HHIZRT

@ Milling Series
SRHIZRT

K&5tianm® 5 K&5tian

18I &%(3FE Miling Parameters Recommendation
AT ERZEF T/ AT EREFT] 4 %

4 Flute Segment Square End Mill / 4 Flute Straight Shank Square End Mill j i " -

i D i}
Ae mm | Ap mirr Ve

)

271R%383£T] 2 Flute Deep Groove Square End Mill

ZEM SR Hardened Steel
SKD61 (~52HRC)

&P Quenched&Tempered Steel
HPM = NAK

WAIHIM R
Workpiece Material

] in Aemm | Ap mm Ve n Aemm | Ap mm

n

et |

B

m/min

%

Side Miiling

g | UEE

m/min

min-1

18

|side Milling|Side Milling f5i | Side Milling|Side Milling RE . . e,

15 3555 | 9554 | 170 | 0.075 | 375 | 1535 5308 | 100 | 003 375 | 5575 13800 420 | 03 | 375 = W

2 3555 | 7166 | 210 | 0.1 5 | 1535 3981 | 100 | 004 | 5 |5575|10350 470 | 04 | 5 3<D<20 0002 CrAL o o o 2 30° HRC<52

25 3555 | 5732 | 210 | 0.125 | 625 | 1535 3185 | 110 | 005 625 |55-75| 8280 @ 500 | 05 | 625

3 3555 | 4777 | 210 | 03 | 75 | 1535 2654 | 110 | 006 @ 75 |5575|6900 | 530 | 06 | 75 HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable

4 3555 | 3583 | 260 | 04 | 10 |1535 1990 | 140 | 008 @ 10 |5575| 5175 610 | 08 | 10 ) e —

5 3555 | 2866 | 320 | 05 | 125 | 1535 1502 | 140 | 01 | 125 |5575| 4140 | 610 | 1 | 125 it aaifl o AEB | B | padenedsed | FEE | Hes | EAe | R WRE SR | Ales

6 3555| 2389 360 | 06 | 15 | 1535 1327 | 140 | 012 15 |5575| 3450 630 | 12 | 15 Steel AlloySteel | rempered Steel | €t1OM | <opnre | >sphre | Steel Alloy ol I i i sl | Bl

8 3555|1791 | 340 | 12 | 20 | 1535 995 | 140 | 016 | 20 |5575| 2588 @ 580 | 16 | 20 0 e} e} &} o | O 3 > | e | o

10 3555 | 1433 | 310 | 15 | 25 |1535 796 | 140 | 02 | 25 |5575| 2070 540 | 2 | 25

12 3555 | 1194 | 290 | 18 | 30 |1535 | 663 | 140 | 024 | 30 |5575| 1725 | 490 | 24 | 30 . s — o

16 3555 606 200 | 24 | 40 | 1535 498 | 140 | 032 | 40 | 5575 1204 480 | 32 | 40 e el el el | el e

20 3555| 717 | 280 | 3 | 50 [1535 398 | 140 | 04 | 50 |5575|1035 480 | 4 | 50 IR E p
52.01.004.2F 04 45
52.01.005.2F B:4 05 i 688 4 45
52.01.006.2F 06 45
52.01.008.2F 08 45
52.01.010.2F 1 45
52.02.006.2F 06 45
52.02.008.2F 08 45
52.02.010.2F 1 45
52.02.012.2F 02 12 02 0.18 4 45
52.02.015.2F 15 45
52.02.020 2F 2 45
52.03.008.2F 08 45
52.03.010.2F 1 45
52.03.012.2F 12 45
52.03.015.2F 03 15 03 0.28 4 45
52.03.020 2F 2 45
52.03.025.2F 25 45
52.03.030.2F 3 45
52.04.010.2F 1 45
52.04.015.2F 15 45
52.04.020 2F 2 45
52.04.025.2F 25 45
52.04.030 2F B 3 L B t 45
52.04.040 2F 4 45
52.04.050 2F 5 45
52.04.060 2F 6 45
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K&5tian

N [/
od1 T
R 7 .
hate FriE ! gk i /4 7 SEIER EEWREE
44%; d=h5 Tolerance Coating Slotting Side Milling Face M‘llling_-/JL Flute  Helix Angle | Workpiece HRC
D=3 0,-0.015 & » =
3<D<20 0,-0.02 CrAL @ O o 2 30 HRC<52
#wEIHE cutd ng Materials O 3% iE& Very Suitable © i&#& Suitable
& =
sz ae wEn | e L REM | gee | EAe | @ AW AE | mEee
Carbon Quenche Stainless Titanium | Alumunum : -
Steel Alloy Steel Tempered Steel | C2SEION | oo | Seanee Stosl Alloy Alloy Copper Resin | Graphite  Super Alloy
(@] i (6] s ] & [ 5, &) & @ O

TH8s B (11) i (1) BEE (d1) W& (d) =i (L)
Code No. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.05.015.2F 15 50
52.05.020.2F 2 50
52.05.030.2F 3 50
52.05.040.2F 05 4 05 0.46 4 50
52.05.060.2F 6 50
52.05.080.2F 8 50
52.05.100.2F 10 50
52 06.015.2F 15 50
52.06.020.2F 2 50
52.06.040.2F 06 4 06 056 4 50
52.06.060.2F 6 50
52.06.080.2F 8 50
52.06.100.2F 10 50
52.08.020.2F 2 50
52.08.030.2F 3 50
52.08.040.2F 4 50
52.08.060.2F 08 6 08 0.76 4 50
52.08.080.2F 8 50
52.08.100.2F 10 50
5208120 2F 12 50
52.10.040.2F 4 50
52.10.060.2F 6 50
52.10.080.2F 1 8 1 095 4 50
52.10.100.2F 10 50
52.10.120.2F 12 50
52 10.150.2F 15 50

20

L |
L h od
— try | e f
S — g 1
@d1 R . )
e | % we s oo sus | sensn
242 d=h5 Tolerance Coating Slotting Side Milling Face Milling 24 Flute  Helix Angle | Workpiece HRC
D=3 0,-0.015
3<D<20 0002 CrAL o (o] (] 2 30° HRC<52
WANEIFE cutting Materials © 3E%3E4 Very Suitable © 54 Suitable
R Ea A 5323 Hard%rﬁgﬁsted FEER Has FE® | fiEE ag BEEE
Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <sahre | >52hre Stsatigfl:lass ﬁt:lr;g:rm Alumltgr;rum Copper | Resin | Graphite | Super Alloy
o o o e | o | 0 G o | e o
= & (D) ‘e (1) i (1) W= (d1) wz (d) 214 (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52 15.060.2F 6 50
52 15.080.2F 8 50
52 15.100.2F 10 50
52 15120 2F 15 12 295 145 4 50
52 15.150.2F 15 50
5215200 2F 20 60
52.15.2502F 25 75
52 15300 2F 30 75
52.20.080.2F 8 50
52.20.100.2F 10 50
5220.120.2F 12 50
52.20.160.2F 16 50
5220.200.2F s 20 3 1.94 4 60
5220250 2F ] 75
52.20.300.2F 30 75
5220350 2F 35 75
52.20.400.2F 40 75
52.25080.2F 8 50
5225100.2F 10 50
5225 150.2F 1) 50
5225.200.2F 20 60
5225250 2F 25 25 375 24 4 75
52.25.300.2F 30 75
5225 350.2F 35 75
52.25.400.2F 40 75
5225450 2F 45 100
52 25.5002F 50 100
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{ .‘ .
T 15
— i TS
s o ’ WA R
Workpiece Material

BREE - AR
nched&Tempered Steel
AKBO * HPM-1{~43HRC)

FERE
Hardened Steel
HPM-38 ' STAVAX 1"

PERESH

Hardened Steel

Rev.Speed |Feading Rate

Ap

= iz % gk a it 3 y T B ES PR /min | min-1 ‘.mm,f'm'm: mm
4438 d=h5 Tolerance Céﬁl:lg‘éng Slotting Side Milling M Face Millingﬁ Flute Helix Angle | Workpiece HRC 03 40000| 150 |0.005| 0.06 140000| 120 |0.003 | 0.05 |40000| 100 |0.002 | 0.04 ]40000) 70 |0.002| 0.03
— T k 01 0.5 |40000| 100 |0.005| 0.06 [40000| 80 |0.003 | 0.05 |40000 60 |0.002 004 [40000 50 0.002| 0.03
3<D<20 0-0.02 CrAL © © 2 30 HRC<52 075 |40000| 80 |0.003| 0.06 [40000] 70 [0.002| 0.05 [40000| 50 |0.001 | 0.04 (40000 30 |0.001| 003
1 |40000] 60 |0.002| 0.06 |40000/ 50 |0.001 | 0.05 |40000| 40 |0001| 0.04 40000 20 0001 003
WENEIFE Cutting Materials © 3% & & Very Suitable & & Suitable 03 |40,000/ 180 [0005| O [40,000] 150 |0.003| 0 |40,000/ 120 0002 ©0 [40,000 100 ' 0.002| 0.04
" . T " — 05 |40,000/ 150 |0.005| O [40,000/ 120 [0003| O |40,000 100 |0.002 O [40,000 80 0.002| 0.04
e i GoAmm | M | HodedSieel | FNR | HE# | eS| W M| SR | ASes 015 | 075 |40000] 120 |0.003| O |[40,000] 100 (0002 O [40000] 80 |0.001 O [40,0000 60 | 0.001| 0.04
Steel AlloySteel o pared steel | CBSLITON | oop | Leohee Steel Alloy Alloy | Copper Resin | Graphite | Super Alloy 1 40000 100 [0002 0 |40000 80 [0.001| ©O |40000 60 0001 0 |40000 40 0001 0.04
o o o o C [ o o C o | o 15 |40000, 80 [0.002| O |[40000 60 |0.001| O |40,000] 40 |[0.001 O |40,000 20 |0.001| 0.04
05 |30000| 240 |0.005| 0.12 |30000| 200 |0.003 | 0.1 |30000 160 | 0.003 0.08 [30000 120 0.003| 0.06
e s s e ) e 075 |30000] 200 |0.005| 0.12 [30000| 180 [0.003 | 0.1 [30000| 140 |0.003  0.08 30000/ 100 | 0.003| 0.06
Ficciive L ek G i ik Oveall Leriath 1 |30000] 180 |0.005  0.12 |30000 150 |0.003 | 0.1 |30000| 120 |0.003 | 008 |30000 80 0003 0.06
ST 10 e 02 15 [30000| 120 [0.003| 0.12 |30000| 100 |0.002| 0.1 |30000| 80 |0.002 008 [30000 60 |0.002| 0.06
e 7 5 2 |30,000 80 (0003 012 [30,000f 50 |0002| 0.1 [30,0000 40 |0.002 008 [30,000 30 0002 0.06
Do 0 = 25 (30,000 60 [0.002| 012 [30.000 50 |0.001| 0.1 |25000 40 |0.001 008 [25000 30 |0.001| 0.06
e = = 3 [30,000] 40 [0.002| 0.12 [25000, 40 [0.001| 0.1 [25000] 30 |0.001 0.08 [22,000 20 0.001| 0.0
o 50 - 1 |30,000] 350 |0.007| 0.18 (30,000 300 [0.003 | 0.15 [30,000| 250 |0.003 | 0.12 30,000 200 |0.003 | 0.09
e = = 15 (30,0000 260 |0.007 | 0.18 |30,000| 200 |0.003 | 0.15 30,000 160 |0.003 0.12 |30,000 120 0.003| 0.09
59 30.400.2F 3 40 45 2.85 6 75 03 2 130,000/ 180 |0.005| 0.18 |30,000/ 150 |0.003 | 0.15 30,000/ 120 |0.003 @ 0.12 [25,000 100 ' 0.003| 0.09
SSEE = i 25 |30,000/ 150 |0.004| 018 |25,000/ 100 [0.002 | 0.15 |[25000 80 |0.002 0.12 [20000 60 0.002| 0.09
e o e 3 |30,000] 70 |0.004| 018 [25000] 50 [0.002]| 0.15 |[25000] 40 |0.002 012 [20000 30 | 0.002| 0.09
e = = 1 |30000 450 | 0.01 | 0.24 |30,000] 400 |0.005 | 0.2 |30,000/ 350 |0.005 | 0.16 |25,000 300 0005 0.12
52 30.600.2F 60 100 15 [30,000 400 | 0.01 | 0.24 |30,000| 360 |0.005| 0.2 |30,000/ 330 |0.005 0.16 |25,000 250 |0.005| 0.12
e = = 2 |30,000/ 360 | 001 | 0.24 [30,0000 320 [0.005 | 02 [25000 280 |0.005 0.16 25000 220 '0.005| 0.12
52 40, 200.2F 20 60 25 [30,000] 340 [0.008| 0.24 [25,000] 280 [0.005 | 0.2 [25000 250 [0.004 | 0.16 [20,000] 200 |0.004 | 0.12
= = = i 3 [30,000| 320 |0.008| 024 [25000 260 |0.004 0.2 [20,000] 220 |0.003 0.16 |18,000 180 0.003 | 0.12
T ; 50 . i - — 35 [30,000] 280 |0.007 | 0.24 25000/ 220 |0.004 | 02 [20,000| 180 |0.003 0.16 18,000 150 ' 0.002| 0.12
oo 5 =— 4 |30,000 250 |0.006 024 [25000 200 |0.003| 02 |20000 160 |0.002 0.16 (18,000 120 0.002| 0.12
T - s 5 |25.000/ 250 |0.005| 024 [22,000] 180 [0.003| 02 |[20,000] 150 |0.002  0.16 {18000 90 |0002| 0.12
T = pres . 6 |25000 200 |0.004| 024 [22.0000 150 [0.002| 02 [18,000 130 |0.002 0.16 [16000 70 0.001| 0.12
r—— 0 o 8 |20,000/ 150 |0.002| 024 [16,000] 120 [0001| 02 [14,000 90 |0.001 0.6 [12,000 40 |0001| 0.12
P = = 10 [16,0000 100 |0.002 | 024 [13,000] 80 |0.001 | 02 [12,000] 50 |0.001 0.6 [10,000 20 0001| 012
e - - 1 |30000 550 | 0.02 | 03 [25000 500 | 0.01 | 025 |23,000] 450 |0.007 | 02 |20,000/ 400 0005 0.15
e 5 5 o P . = " 15 [30,0000 520 | 0.02 | 03 [25000 450 | 0.01 | 025 23,0000 400 |0.007 02 |20,000 360 0.005| 0.15
ey a0 75 2 [30,000/ 500 | 002 | 03 [25000 420 | 0.01 | 0.25 |23,000/ 380 |[0.007 | 02 [20,000 320 0.005| 0.15
T 5 e 25 [30,0000 480 [0.015 03 [25000 400 |0.008 | 0.25 [23000 360 |0.006 02 [20,000 300 0.004 0.15
TS 0 pree 3 |30,000) 420 |0.015| 03 25000 350 [0.007 | 025 [23,000| 320 |0.005 02 (20,000 280 0.003| 0.15
e 35 |25,000] 400 |0.012| 03 [25000 320 [0.006 | 025 |23,0000 280 |0.003 02 [20000 240 0003| 0.15
4 25000 380 | 001 | 03 25000 280 [0.005]| 025 [23,000] 240 |0.003 02 [20,000 200 0.002] 0.15
45 (25000 350 [0.008| 03 [25000 230 |0.004 | 025 |20,000/ 200 |0.003 02 [18000 160 0002| 015
5 |25,000/ 320 |0.007| 03 20,000 200 [0.003| 025 [18,000] 150 |0.003 02 [16,000 100 N0.002| 0.15
6 |25000 300 (0005 03 [20000 200 [0.003| 025 [180000 150 |0.002 02 (16000 100 0.002| 0.15
7 |0,000/ 250 |0.005| 03 16,000 180 [0.003 | 025 [14,000] 140 |0.002 02 (14000 80 0002| 0.15
8 |20,000/ 200 (0005 03 [16000 160 |0.002| 025 [14.0000 130 |0.002 02 [12000 60 0.001| 0.15
22 23
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TAH

uenched&Tempered st E | ardes Tool Steel
S50C * NAKSS * NAKED * HI |

#H IR TR B PR EEREE
Carbe » EnrhEd.'ﬁTempEI::-::;E;I T Hardened Steel i

niE

Cutter Dia.

feednghate| Ap RevSpeed |FeedingRate|  Ap
mmy{min | i min-1 | mm/min min-1 | mm/min | mm |

Rev.Speed | Feeding Rate ]
min-1 | mm/min i mm/min

Cutter Dia.

05 9 20,000 200 |[0.003| 0.3 |16,0000 150 |0.002 | 0.25 (14,0000 120 |0.001| 02 |12,000f 50 |0.001| 0.15 4 23,000{ 1,200 0.07 | 09 [20,000f 900 | 005 | 0.75 |18,0000 800 | 0.04 & 06 |14,000 600 003 045
10 |16,000, 170 0.003| 0.3 (13,000 130 |0.002 | 0.25 |12,000/ 110 |0.001| 02 |10,000, 40 | 0.001 01 6 23,000/ 1,000 006 | 09 [(20,000] 800 | 0.04 | 0.75 (18,000 700 | 0.03 06 |14,000 500 002 045

1.5 30,000 650 | 0.02 | 0.35 |25,0000 550 | 0.01 | 03 |23,000| 450 |0.007 | 0.25 (20,000 400 |0.005| 0.18 8 20,000/ 900 | 006 | 09 (18,000 600 | 0.03 | 0.75 |14,000| 600 | 0.03 06 [10,000 380 H 001 045

2 30,0000 550 | 0.02 | 0.35 (25,000 500 | 0.01 | 0.3 |23,000/ 400 |0.007 | 0.25 |20,000, 350 | 0.005| 0.18 10 |20,000, 800 004 | 09 (16,000 500 | 0.03 | 0.75 |14,000/ 500 | 0.02 06 [10,000 350 001 045

06 3 30,000{ 500 |0.015| 0.35 (25,000 450 |0.007 | 0.3 |23,000] 350 |0.005| 0.25 |20,000] 300 | 0.003 | 0.18 12 [16,000/ 700 | 004 | 0.8 |14,000] 500 | 0.02 | 0.75 |112,000] 430 | 002 = 06 |8000 310 0.007 045
4 25,000/ 450 | 0.01 | 0.35 |25,000 400 |0.005 | 0.3 |23,000 300 |0.003 | 0.25 |20,000] 250 |0.002| 0.18 14 |14,000 600 003 | 09 (12,000 400 | 0.02 | 0.75 |10,000/ 380 | 001 06 |7,500 250 O0.007 045

5 25,000| 400 |0.007| 0.35 |20,000, 350 |0.003 | 0.3 (18,000 250 |0.003 | 0.25 |16,000] 200 |0.002| 0.18 = 16 |12,0000 500 | 002 | 09 (10,000 360 | 0.01 | 0.75 | 9,000 | 300 |0.007 06 |[6800 200 0.005 045

6 25,000/ 350 |0.001| 0.35 20,[}[}[]' 300 |0.002 | 0.3 |18,000f 200 |0.002 | 0.25 [16,000[ 150 | 0.001| 0.18 18 |10,000, 400 1002 | 09 9,000 | 330 |0.008 | 0.75 | 8,000 | 260 |0.005 | 06 6,000 | 170 0.004 045

2 30,0000 750 | 004 | 04 25,0[]{]' 600 | 0.03 | 0.35 |23,000| 450 | 0.02 | 0.28 |20,000{ 400 |0.012| 0.21 20 9,000 | 320 0014| 09 8,000 | 280 |0.005| 0.75 | 7,000 | 200 |0.004 | 06 5,500 | 150 |0.003 045

4 25000 690 | 003 | 04 |[25000 560 | 002 | 0.35 )|23,000 400 0015 0.28 |20,000, 320 | 0.007 021 25 8000 250 001 | 09 [7,000| 200 |0004 | 0.75 |6,000 150 |0.003 06 |4500 100 0002 045

0.7 6 25,000{ 550 | 0.02 | 04 |20,0000 410 |0.015 | 0.35 |18,000| 300 |0.012| 0.28 |16,000{ 240 | 0.007 | 0.21 30 7,000 200 0.005| 09 [6,000| 150 |0.003 | 0.75 | 5,000 110 |0.002 06 |4,000 80 0002 045
8 20,000/ 430 |0.012| 04 |[16,000 330 | 0.01 | 0.35 |14,000| 230 |0.007 | 0.28 |12,000, 180 | 0.005 6 0.21 b 6,000| 150 0.003| 09 [5000| 110 |0002 | 0.75 | 4,500 90 |0.002 06 |3,500 60 0002 045

10 |16,0000 300 (0.008| 04 (13,0000 200 |0.005| 0.35 |12,000| 180 |0.003 | 0.28 |10,000, 120 | 0.002 | 0.21 6 22,000| 1,000  0.06 | 0.96 |19,000( 850 | 0.04 | 0.8 (17,000 750 | 0.03 | 0.64 [13,0000 600 0.025 048

3 25000 850 | 0.04 @ 045 (25000 780 | 0.03 | 04 |23,000 650 | 0.02 | 0.32 |20,000, 550 | 0.012| 0.24 16 8 20,000/ 900 006 | 096 |17,0000 750 A 003 | 08 (14,0000 600 | 003 064 [10,000 430 0015 048

4 25000 800 | 0.03 | 045 (25000 700 |0.025| 04 |23,000] 600 |0.015| 0.32 |20,000] 500 | 0.007 | 0.24 6 20,000/ 1,000 | 0.07 1 18,000, 900 | 005 | 09 |15000{ 750 | 0.04 | 0.7 (12,000 600 | 003 | 05

5 25000 700 | 003 045 (23,0000 630 | 0.02 | 04 |20,000| 530 |0.012 | 0.32 [18,000, 450 | 0.006 | 0.24 8 16,000/ 900 @ 0.06 1 |16,000, 800 K 004 @ 09 (12,000 600 | 0.03 07 [9500 500 002 05

0.8 6 20,000 620 (0.025| 045 2_0,0[}[]‘ 550 | 0.02 | 04 |18,000{ 450 | 0.01 | 0.32 [16,000] 350 0.005| 0.24 18 10 |16,000| 800 006 1 14,000, 700 | 0.04 | 09 12,000 500 | 0.03 |07 9,500 | 450 | 0.02 @ 05
8 16,000| 500 |0.015| 045 16,0[}0‘ 400 |0.007 | 04 (14,0000 300 |0.005| 0.32 |12,000 200 | 0.003 | 0.24 12 |14,000) 700 005 1 12,000 600 | 0.03 | 08 |10,000f 500 | 0.02 07 8,200 | 400 001 05

10 |16,000) 400 0.012| 045 (16,000 350 |0.007 | 04 |12,000f 180 |0.005| 0.32 [10,000, 150 | 0.003 | 0.24 14 |14,0000 700 | 0.05 1 12,000, 600 | 003 | 09 |10,000| 430 | 0.02 | 0.7 [8200| 360 | 001 | 05

12 |16,000) 300 0.007| 045 (13,000 220 |0.005| 04 |12,000] 120 |0.003 | 0.32 [10,000, 120 | 0.002 | 0.24 16 |12,000| 600 @ 0.04 1 10,000, 500 002 @ 09 |9200| 400 | 0.01 @ 07 |[7,500 340 0007 05

2 25,000{ 1,200 | 0.07 | 06 |23,000 1,000| 0.06 | 05 |18,000 900 | 0.05 | 04 |14,000] 600 |0.035| 03 18 |10,000| 500 | 0.04 1 9200| 410 | 002 | 09 |8500| 370 | 0.01 07 |[6,000 320 O0.007 05

5! 25000 1,200 | 006 | 06 (23,000 1,000/ 005 | 05 |18,000] 900 | 0.04 | 04 [14000 600 | 003 | 03 E 20,000] 1,200 041 1.2 |18,000| 1,000 | 0.08 1 15,000/ 800 | 0.06 0.8 |12,000 600 004 06

4 25,000{ 1,000 | 0.05 | 06 |23,0000 900 | 0.04 | 05 18,000 800 | 0.03 | 04 |14,000] 500 | 002 | 03 6 20,000/ 1,000 | 008 | 1.2 |18,000{ 900 | 0.06 1 15,000 750 | 0.05 | 0.8 |12,000 600 003 06

a 22,000 1,000 004 06 (20,000 800 | 003 | 05 |16,000] 700 | 0.02 | 04 [12,000 450 |0.012| 03 8 18,000/ 900 0.07 | 1.2 |16,000, 800 | 0.05 1 ]12,000f 600 | 0.04 08 |9500 500 002 06

6 20,000 900 | 003 | 06 18000 70O | 002 | 05 |14,000 600 | 0.01 | 04 |10,000] 400 |0.007| 03 10 |16,000) 800 | 006 | 1.2 |[14,000{ 700 | 0.05 1 12,000( 500 | 0.04 | 08 |9500 450 002 06

7 20,000 900 003 | 06 18,0[]0. 650 | 0.02 | 05 |14,000f 550 | 0.01 | 04 [10,000, 370 |0.006| 03 12 |14,0000 700 1005 | 12 12,000, 600 | 0.04 1 |10,000, 500 | 0.03 08 8,200 | 400 001 06

8 18,000| 800 | 0.03 | 06 16‘0[](]: 600 | 0.02 | 05 |12,000{ 500 | 0.01 | 04 |[8,000| 340 |0005| 03 14 |14,000) 700 004 | 12 12,000 600 | 0.03 | 1 10,0000 430 | 0.02 | 08 8,200 | 360 0.007 06

9 18,000 700 | 0.02 | 06 |16,000 550 |0.015| 05 (12,000 450 |0.007 | 04 |8,000 300 0005 03 2 16 12,000/ 600 004 | 12 10,000, 500 | 0.03 1 9,200 | 400 | 0.02 08 7,500 | 340 0007 06

1 10 |16,000| 600 | 0.02 | 06 (14,0000 500 | 0.01 | 0.5 |10,000| 400 |0.007| 04 |6,000| 250 |0.005| 0.3 18 |10,000{ 500 003 | 12 |9200| 410 | 0.02 1 8,500 | 370 | 0.01 @08 |6,000 320 0005 06
12 |16,000 500 K 002 | 0.6 (13,000 400 | 001 | 05 |10,000| 300 |0.005| 04 |6,000 180 0004 03 20 |10,000| 400 003 | 1.2 (95200| 380 | 0.02 1 8500 | 340 | 0.01 08 |6,000 260 0.005 06

14 |16,000| 450 |0.015| 06 (13,0000 360 |0.008 | 0.5 |10,000| 280 |0.005| 04 |5500| 160 |0.004| 0.3 25 9000| 350 002 | 12 [8500| 330 [0015| 1 8,000 | 300 |0008 0.8 |5000 180 0.004 06

16 |14,000 400 0.012| 0.6 (12,000 320 |0006 | 05 |9,000| 250 |0.004 | 04 |[5500 150 0003 03 30 8,000| 300 0015 1.2 |7,500| 280 | 0.01 1 7,000 250 |0006 08 |4500 150 0.004 06

18 |14,000| 300 | 0.01 | 06 (12,0000 240 |0.006 | 0.5 |8,000| 200 |0.004| 04 |5000| 120 |0.002| 0.3 35 7000| 250 0012 12 [6500| 230 [0.008 | 1 6,000 | 200 0005 08 |4,000 120 0003 06

20 |12,000| 200 |0.007| 06 [10,000 160 |0.005| 05 |(7,000 130 |0003| 04 (4500 S0 |0001| 03 40 6,000 200 0008| 12 [5500| 180 [0005| 1 5000| 150 |0004 08 |3,500 100 0.003 06

22 (12,000 180 |0.005| 06 |10,0000 150 |0.003 | 05 |6,000| 100 |0.002| 04 |4,200| 60 |0001| 0.3 50 5000| 120 0005 12 [4,500| 100 |0004| 1 |4,000 80 |0.003 08 |3,000 55 0002 06

6 20,0000 900 | 004 | O7F 18,000‘ 700 | 0.03 | 06 |14,000/ 600 | 0.02 | 05 [10,000, 400 | 001 | 04 8 16,000] 1,000 1008 | 15 14,000/ 800 | 0.07 | 1.25 |10,000| 700 | 0.05 B 8,000 | 500 003 075

8 18,000| 800 | 0.04 | 0.7 16‘000.. 600 | 0.02 | 06 |12,000] 500 | 0.01 | 05 |8,000| 340 |0007| 04 12 |14,000| 800 1007 | 15 12,000, 700 | 0.06 | 1.25 | 9,600 | 600 | 0.04 [ 7,500 | 480 | 002 075

12 10 |16,000 600 K 003 | 0.7 (12,000 500 | 0.02 | 06 |10,000] 430 | 001 | 05 |[8,000 300 0005 04 16 |12,000 700 006 | 1.5 ([10,000f 600 | 0.05 | 1.25 | 8,500 | 500 | 0.02 1 |7,000 400 001 075
12 |14,0000 600 | 002 | 0.7 (10,000 500 | 0.01 | 06 |9,000| 400 |0.007| 05 |[7,000] 250 |0005| 04 25 20 |10,000| 600 006 | 15 (8,200 500 | 0.05 | 1.25 | 7,500 | 500 | 0.02 1 |5000 400 001 075

16 |12,000 400 0018 0.7 (9000 300 | 001 | 06 |8,000| 260 [0.005| 05 |[6,000 180 0003, 04 30 8000| 400 003 | 15 [7,000| 300 |0025| 1.25 |6,000 25 |0015 1 4000 150 0008 0.75

6 22000{1,000| 0.06 | 0.8 |20,0000 800 | 0.04 | 0.7 |18,000 700 | 0.03 | 0.56 |12,000] 450 | 0.02 | 042 40 6,000| 250 0.015| 1.5 |[5500| 200 |0.012 | 1.25 | 5,000 | 180 | 0.01 1 3500 110 0005 O0.75

4 12 |16,0000 700 H 003 | 0.8 (13,000 500 | 0.01 | 0.7 |11,000] 400 |0.007 | 0.56 | 8,000 280 | 0.005| 042 50 5000| 150 001 | 15 [4,500| 120 |0.008 | 1.25 | 4,000 100 |0.005 1 3,000 70 0004 075
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1EIZ%(3E Miling Parameters Recommendation

271FBFT]
2 Flute Deep Groove Square End Mill

WATHIE R

Workpiece Material

carbon Steel - oy
S50C * NAKSS * NAI

T4z B | #E | S
Effective | Rev.Speed | Feeding Rate

BEES -

Rev.Speed | Feeding Rate

5

@ Milling Series

ERIZRT

TAH

Tor
SKH

ol Steel
[*B5SHAC)

G | Le ngth mm/min min-1 | mm/min
8 16,000| 1,000 | 0.15 18 |14,000 900 | 01 15 |10,000| 800 | 0.07 12 |8,000| 600 | 005 | 09
12 14,0000 900 | 01 1.8 |12,0000 800 | 0.08 15 |9,200| 700 | 0.06 12 |7,200| 500 | 004 | 09
16 12,000| 800 | 0.08 18 |10,000; 700 | 0.O7 15 | 8,500| 600 | 0.05 12 |6,500| 400 | 003 | 09
3 20 10,000, 800 | 0.08 1.8 |9,000 70O | 0.07 15 | 7,800 600 | 0.04 12 |5800| 400 | 002 | 09
25 9,000 | 700 | 0.07 18 |8200| 600 | 0.06 15 | 7,000 500 | 0.03 12 |5,000| 360 | 0.01 09
30 8,000 | 700 | 0.05 1.6 | 7,000 . 600 | 0.03 15 | 6,500 | 500 | 0.02 12 |4,500| 330 [0007| 09

@ Milling Series
SRHIZRT

5 Kb&stian®

AT)FEISTET] 4 Flute Deep Groove Square End Mill

* AN EWESEE, FEISEFANIRRE ERNEERE,

¥ A RBapRTHAAMIARE, aeFRE@HaANIARE.

X MIEAD TR e, AR B S

¥ ZUARS B A HEE R ARATRI S (RS ) #F0MmT .

¥ L (BWKE) /D (D) @BidsfEed, S0 SeHEaEEREANS0%LT, IAR: aclBBAR30%LT.,
* MY ENESE, BSUAR: apRHAREIRTEAS0%IUT , HEERTN

¥ REWHE, SRR R F R LGIRE, B, THERTRITREEERE,

¥ L (B¥EE) /D (D2) sl b, BEERERKERENT S#TSMINT,

¥ @FHO5HL (BYKEE) /D (D)) 7150 LR, TRESERBMIRR. ERNFRSHTAIREMNRE,

# These recommended cutting condifions indicate just reference. It should be adjusted according to milling shape and machine type.
% ap:Axial Depth of Cut, ae:Radial Depth of Cut.

# Recommend to use oil mist coolant for machining hardened steel.

# Recommend to apply herical or ramping for approaching into axial direction.

3 Adjust feed rate 50% lower and cutting depth(ae) 30% lower for milling deep wall area. When L/D exceeds 8 for stable milling.

# For slotting, recommend reciprocating milling by adjusting feed & ap in below 50% of recommended milling condition.

3% Reduce both spindle speed and feed at same rate for chattening and also for insufficient spindle speed of a machine.

# Recommend guide slotfing process with short neck tool before milling with L/D 5 time or longer neck tool.

# Decrease cutting parameters when required for the tools smaller than Dia. 0.5mm, or /D is more than 15 times longer

26

L |
» 4 od
Y B e [
oD | — — ]
®di T ’
22 Blas Blan B ox | aun | sesnes
423 ; d=h5 Tolerance Coating Slotting Side Milling Face Milling ‘24 Flute | Helix Angle | Workpiece HRC
D=3 0,-0.015
3<D<20 0,002 CrAL s @ O 4 30° HRC<52
WANEIFFEL cutting Materials ©4E%i54 Very Suitable © & & Suitable
R 22 WS | W% | radbeited | FBS | #AS | #A: W |mE | BE | mEas
Csatgﬁn Alloy Steel Tsnf;gf:;gt%el CastIron <sahre | >52hre Stsatigéllass ﬁt:{;g,:,m Alumltgr;rum Copper | Resin | Graphite | Super Alloy
o o o o o | o 0 : o | O
TS 742 (D) = (1) ¥ () ‘=2 (d1) 1w (d) =k (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Owverall Length
52.10.0040 4F 4 50
52 10.0060.4F 6 50
52.10.0080 4F 8 50
52.10.0100.4F ! 10 15 0-95 4 50
52 10.0120 4F 12 50
52.10.0150 4F 15 50
52 15.0060 4F 6 50
52 15.0080 4F 8 50
52.15.0100 4F 10 50
52 15.0120 4F 15 12 295 145 4 50
52 15.0150 4F 15 50
52 15.0200 4F 20 60
52 15.0250 4F 25 75
52 15.0300 4F 30 75
52 20.0080 4F 8 50
52.20.0100 4F 10 50
52 200120 4F 12 50
52.20.0160.4F 16 50
52 20.0200.4F 2 20 3 1.94 4 60
52.20.0250 4F 25 75
52 20.0300.4F 30 75
52.20.0350.4F 39 75
52 20.0400 4F 40 75
27



I e Ser /’ FIEZ ®
52° " 52° i~ Késtian

471575832 T] 4 Flute Deep Groove Square End Mill

K&5tianm®

AT)FRBIET] 4 Flute Deep Groove Square End Mill

—_— ey | e [
on =1

@di T d1 T
e | nm % s Y s z N R | EAMNEE e | wm I% ek % BT ? nE | @iEm | EAMEEE

A%: d=hs  Tolerance Coating | Slotting Side Miling |Z4 | Face Milling _Za | Flute  HelixAngle | Workpiece HRC A%: d=h5  Tolerance Coating | Slotting Side Milling Face Milling_Z. | Flute | Helix Angle | Workpiece HRC
Ds3 0,-0.015 = = = = % Ds3 0,-0015 = = - <
Sy o CrAL o o (6] 4 30 HRC<52 32020 i o CrAL o o (6] 4 30 HRC<52
WATEI#A L cutting Materials © 4E#3E& Very Suitable ©i&# Suitable WAEIFEL Cutting Materials © 3E#3E & Very Suitable (3% & Suitable

W aam WEE | BB | vedoedhed | FEW | HAS | EAe | B ME BB | mEas wE) aam WS | W% | redbeited | FE® | HAS | #A2 W |mE | BE | mEas

Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el Cast Iron <s2hre | »52hre Si;lgét]ass Trt:ﬂg:’m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el Cast Iron <S2hre | >52hre Stsatig EI_,?SS T'tzl? g,:,m Alumlgr;rum Copper | Resin | Graphite | Super Alloy

(&} [a] (s} @ & . O ) 2 @ (@] (&} (&} @ 2 2, & & ] B

B (1) nE (1) Wz (d1) Wz (d) 2 (L) TEE 7# (D) | (1) nE (1) Bz (d1) & (d) 2+ (L)
Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

52250080 .4F 8 50 52.40.0160.4F 16 60
52.250100.4F 10 50 52.40.0200 4F 20 60
52250150 4F 15 50 52.40.0250 4F 25 i
52250200 4F 20 60 52.40.0300 4F 30 75
52.25.0250 4F . 25 a7e 04 4 75 52 40.0400 AF 1 40 L a8 § 75
52250300 .4F 30 75 52.40.0500 4F 50 100
52250350 4F 35 75 52.40.0600.4F 60 100
52250400 4F 40 75 52.40.0700 4F 70 110
52250450 4F 45 100 52.40.0800.4F 80 120
52.250500.4F 50 100 52.50.0160 4F 16 60
52.30.0100.4F 10 50 52.50.0200 4F 20 60
52300150 4F 15 50 52.50.0250 4F 25 75
52.30.0200.4F 20 60 52.50.0300 4F 30 75
52300250 4F 25 75 52.50.0400 4F 5 40 75 4.8 3] 75
52.30.0300.4F 30 75 52.50.0500.4F 50 100
52300350 4F 5 35 45 285 75 52.50.0600 4F 60 100
52.30.0400 4F 40 75 52.50.0800.4F 80 120
52.30.0450 4F 45 100 52.50.1000 4F 100 140
52.30.0500.4F 50 100

52.30.0550 4F o 100

52.30.0600.4F 60 100
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s/ 3% ® line Sor lina Ser /s 3% ®
& = @ Milling Series @ Milling Series k & =
Ké&stian 52° s 52° s exian
P8I Z2%(3FE Milling Parameters Recommendation 18I Z2%13E Milling Parameters Recommendation

ATFBET] AT)FBET]
4 Flute Deep Groove Square End Mill 4 Flute Deep Groove Square End Mill

uenched&Tempered st E | ardes Tool Steel carbe * ouenched&Tempered Steel T Hardened Steel
S50C * NAKSS * NAKED * HI ) HPM-38 ' STAVAN {~SSHRC) SKH {65! 55 * MAKBO * {“43HRC) AC)

niE

Cutter Dia.

3 feeding Rate | D Feeding Rate Feeding Rate Rev.Speed | Feeding Rate
mm/min i rm/min i mm/min | mm,/min mm/min min-1 | mm/min

4 |[25,0002,000 | 0.05| 06 |23,000 1800|004 | 05 [18,000(1,600| 0.03 | 04 |14,000 1,000 002 | 03 12 [12,000[2,000 02 | 25 |9500|2,000| 015 | 2 |8,000|1600 008 | 16 |7,000 1,000 006 12
. 6 [20,000 1800 | 003 | 06 |18,000 1400| 002 | 05 [14,000/1200| 0.01 | 04 [10,000 800 | 0.007 | 03 16 |10,000/2,000 015 | 25 |8,000 1,800 01 | 2 |7.000|1400 006 16 |6,000 1200 005 12
8 |[18,000/1600| 003 | 06 [16,000 1200|002 | 05 [12,000(1,000| 0.01 | 04 |8000| 680 |0.005| 03 20 |8500[1.800] 012 25 |7,000] 1600/ 008 | 2 |6500/1200] 005 16 |5500 1,000 004 12
10 |16,000(1,200 | 0.02 | 0.6 [14,000 1,000 001 | 05 |10,000/ 800 |0.007 | 04 |6,000| 500 | 0.005 0.3 4 25 |8,000(1600 01 | 25 |6,000| 1400 0.07 | 2 |5200/1200| 004 16 |4500 1000 003 12
6 [20,000 1,800 | 0.04 | 07 18,000/ 1400| 003 | 06 [14,000[1,200| 0.02 | 05 |10,000] 800 | 0.01 | 04 30 |e,800] 1400 008 | 25 |4800[1000/ 005 | 2 |4200] 850 | 003 @ 16 |3500 620 002 12
‘s 8 [18,000 1600 | 0.04 | 07 16000 1200| 002 | 06 [12,000/1,000  0.01 | 05 |8000| 680 |0.007| 04 35 |5500(1,000 007 | 25 |4200| 880 | 0.04 | 2 |3800| 720 | 002 16 |3000 550 001 12
10 |16,000(1,200| 0.03 | 0.7 [12,000 1,000| 002 | 06 |10,000] 850 | 0.01 | 05 |8,000| 600 |0.005| 04 40 |4000| 860 | 005 | 25 |3600| 720 | 003 | 2 |3000| 600 | 0.01 | 16 |2500] 400 0007 12
12 |14,000/1200 | 0.02 | 0.7 [10,000 1,000 001 | 06 |9,000| 800 0007 | 05 |7,000| 500 | 0.005 04 16 |10,000/2000 02 | 3 |[7,000 1800 012 | 25 |5500|1600 008 2 4500 1000 006 15
6 [23,000 2,000 | 006 | 09 |20,000 1600|004 | 075 [18,000(1400| 0.03 | 06 |14,000 1,000 002 | 045 . 25 |8000(1600| 015 3 |5800|1400 007 | 25 |4200/1200| 005 2 |3000 800 003 15
8 [20,000 1800 006 | 09 |18,000 1200 003 | 0.75 [14,000 1200 003 06 |10,000 750 001 | 045 35 |6,000(1200 01 | 3 |4200| 900 005 | 25 |3500 800 | 003 2 |2500 600 002 15
§iE 10 |20,000/1,600| 0.04 | 0.9 [16,000 1,000| 0.03 | 0.75 |14,000/1,000| 0.02 | 0.6 10,000 700 | 0.01 | 045 50 |[3500] 750 | 007 | 3 |2800| 620 | 003 | 25 |2500| 500 | 002 2 [1500 350 001 15
12 |16,000(1.400 | 0.04 | 0.9 [14,000 1,000 002 | 0.75 |12,000 850 | 0.02 | 0.6 |8,000| 620 | 0.007 045 20 |8,000(2,000 025, 4 |6500 1600 018 | 3 |4500 1400| 008 24 3500 920 006 18
14 [14,000/1,200 | 0.03 | 09 [12,000 800 | 0.02 | 0.75 [10,000( 750 | 0.01 | 0.6 |7,500| 500 |0.007 | 0.45 i 30 |7,000[1600] 02 | 4 |4500[1200/ 012 | 3 |3500/1000| 006 24 |2500 660 004 18
16  |12,000/1,000 | 0.02 | 0.9 [10,000 720 | 0.01 | 0.75 | 9,000 600 |0.007 | 06 |6,800| 400 | 0.005 045 40 |4500(1200 015 | 4 |3,000| 1000( 008 | 3 |2500| 800 | 0.03 24 |2000 550 002 18
6 [20,000/2,000| 007 | 1 |18,000 1800|005 | 09 [150001500| 0.04 | 07 |12,000 1200| 003 | 05 50 |3,000] 850 | 01 | 4 |2500| 700 | 005 | 3 |2000| 500 | 002 @ 24 |1500 380 001 18
8 [18,000 1800 | 006 | 1 [16,000 1600| 004 | 09 [12,000[1,200| 0.03 | 07 |9500| 1,000| 002 | 05
10 |16,000( 1,600 0.06 | 1 14,000 1,400| 004 | 09 |12,000[1,000] 003 | 0.7 |9,500| 900 | 0.02 | 05
18 12 |14,000/1400 | 005 | 1 [12,000 1200| 003 | 09 [10,000/1,000| 002 | 07 |8200| 800 | 0.01 | 05 X FHSRRSTE. WRLFNN TR RERVESRE.
14 [14,000/ 1400 | 005 | 1 [12,000 1,200| 0.03 | 0.9 |10,000| 860 | 0.02 | 0.7 |8200| 720 | 0.01 | 05 X MARBapRTHAEANTARE, aeRTnFERANTARE.
16 |12,000/1200 0.04 | 1 [10,000 1,000 002 | 09 |9200| 800 | 001 | 0.7 |7,500| 680 | 0.007| 05 % VI TROKREY , MR HE A,
18 |10,000(1,000| 004 | 1 |9200 820 | 002 | 09 |8500| 740 | 001 | 0.7 |6,000] 640 |0.007| 05 % ZDAR NSRRI () ESTNNT .
6 [20,000 2,000 | 0.08 | 12 |18,000 1800|006 | 1 |[15000 1500  0.05 | 08 [12,000 1200| 003 | 06 , ) . . .
8 |18000/1800] 007 | 12 [16,000 1600|005 | 1 [12,000[1200| 0.04 | 08 |9500| 1000| 002 | 06 X L (BBIKE) /D (D#) BusfEn, 6k aREREAS0%LT, IAR: aclBER30%LT.
10 |16,000 1,600 | 0.06 | 12 [14,000 1,400 005 | 1 |12,000/1,000 004 | 08 |9,500| 900 | 0.02 | 06 % MEBMSENEIREE, STAR: apRHAEERERNS0%UT , BEEEIN .
5 12 |14,000 1,400 | 005 | 12 12,000 1,200 004 | 1 [10,000/1,000| 003 | 0.8 [8200| 800 | 0.01 | 06 X RERTEY, SRS IER M AR AR L fIFE(E. B, EHEERERhiFEFREE.
14 |14000 1400 004 | 12 [12,000 1200 003 | 1 |10000/ 860 | 002 | 08 |8200 720 |0.007 06
16 |12,000(1200| 0.04 | 12 [10,000 1,000/ 003 | 1 |9200| 800 | 002 | 0.8 |7,500| 680 |0.007| 06 % These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and machine type.
18 |10,000/ 1,000 0.03 | 12 |9200 820 | 002 | 1 |8500| 740 | 001 | 0.8 |6,000| 640 | 0.005 06 % ap:Axial Depth of Cut, ae:Radial Depth of Cut
20 |10,000] 800 | 003 | 12 |9200 760 |002 | 1 |8500) 680 | 0.01 | 08 |6,000] 520 0005, 06 S i e e Gl ol i kietied sk
8 [16,000 2,000 008 | 15 |14,000 1600| 007 | 125 [10,000 1400 005 1 |8000 1000 003 | 0.75 s¢ Recommend to apply heical o ramping for approacting info il direcion.
12 |14,000/1600| 0.07 | 15 [12,000 1,400| 006 | 125 | 9600 |1200| 0.04 | 1 |75500| 960 | 0.02 | 0.75 R R s N —
25 16  |12,000/ 1400 0.06 | 15 [10,000 1200 005 | 125 | 8500 1000| 002 | 1 |7000] 800 001 075 & onsiiig o divcding i byodiiing e Engiricbw S il cosfon
20 |10,000[ 1200 | 006 | 15 |8200 1,000/ 0.05 | 125 | 7,500 |1,000| 002 | 1 |5000] 800 | 0.01 | 0.75 hreomrmmerd recommende :
25 |8000 1000 005 | 15 |7,000 800 | 003 | 125 |6500 680 | 001 | 1 |4500| 550 | 0.005 075 7 Reduse hoth spindie‘speed and Tred ok same dale o i i 20 st fur insefiaet s e of n-machine.
8 [16,000/2,000 015 | 18 [14,000 1800 01 | 1.5 [10,000[1,600| 0.07 | 12 |8000| 12 | 005 09
12 [14,000(1800| 01 | 18 [12,000 1,600 0.08 | 15 |9,200 1400 0.06 | 12 [7.200) 1,000 0.04 | 09
16 |12,000(1,600 | 0.08 | 1.8 [10,000 1,400| 007 | 15 |8500|1200] 005 | 12 |6,500| 800 | 0.03 | 09
3 20 |10,000/ 1,600 | 008 | 18 |9000 1400 007 | 15 |7,800 1200| 004 | 12 |5800] 800 | 0.02 | 09
25 |9,000(1,.400| 007 | 18 |8200 1200/ 0.06 | 15 |7,000 1,000| 003 | 12 |5000] 720 | 0.01 | 09
30 |8,000|1400 005 18 |7,000 1200 003 | 15 |6,500 1,000| 002 | 12 4500 650 |0.007 09
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27JERZEEIEJ] 2 Flute Segment Corner Radius End Mill 27JER=EE27T] 2 Flute Segment Corner Radius End Mill
L N L
R R I .‘
\ ! @d \ ! @d
s " s
s 13 T N &0 8 <~ | N
- - ] ) R . =] )
ST a2 | Am s 2 an Y | mm | ane | ssusEm 5 e | mm | | 7Y x| ame | seweEs
A%: dhs  Tolerance #a : B I : i A%: d=h5  Tolerance e : = 7 ; i
D=3 00015 Coating Slotting Side Milling Face Milling 4 Flute  Helix Angle | Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling 24 Flute | Helix Angle | Workpiece HRC
S e CrAL o o o 2 30° HRC<52 S S crAL o o o 2 30° HRC<52
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable
N e WEE | BB | vedoedhed | FEW | HAS | EAe | B ME BB | mEas R e WS | W% | redbeited | FE® | HAS | #A2 W |mE | BE | mEas
Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;lgét]ass Trt:ﬂg:’m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre Stsatig EI_,?SS T'tzl? g,:,m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
) o ) o | 0 0 C o | o o ) ) o | o | 0 g o | e |c
TS 7% (D) ESRS & (d) TS 7% (D) ESRS M (1) 12 (d) 24 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.01.002.002.2R R0.02 02 40 52.30.090.0052R R0.05 50
52.015.003.003.2R 0.15 R0.03 03 40 52.30.090.0102R RO1 50
52.02.004 003.2R 02 R0.03 04 40 52.30.090.020 2R 3 R02 9 4 50
52.03.006.005.2R 03 R0.05 06 40 52.30.090.030.2R RO.3 50
52.04.008.005.2R 04 R0.05 08 40 52.30.090.050.2R R0O5 50
52.04.008.010.2R RO.1 40 52.30.090.100.2R R1 50
52.05.010.005.2R 05 R0.05 1 4 40 52.30.090.005.2R-6 R0.05 50
52.05.0100102R RO.1 40 52.30.090.010.2R-6 RO1 50
52.06.012.005.2R 06 R0.05 12 4 40 52.30.090.020.2R-6 3 R02 9 6 50
52.06.0120102R RO.1 40 52.30.090.030.2R-6 RO.3 50
52.07.014.005.2R 0.7 R0.05 14 4 40 52.30.090.050.2R-6 R0O5 50
52.07.014.010.2R RO.1 40 52.30.090.100.2R-6 R1 50
52.08.016.005.2R 08 R0.05 16 4 40 52.40.120.010.2R-6 RO1 50
52.08.016.010.2R RO.1 40 52.40.120.020.2R-6 RO2 50
52.09.018.005.2R 09 R0.05 18 4 40 52.40.120.030.2R-6 4 R0.3 12 6 50
52.09.018.010.2R RO.1 40 52.40.120.050.2R-6 RO5 50
52.10.030.005.2R R0.05 50 52.40.120.100.2R-6 R1 50
52.10.030.010.2R 1 RO.1 3 4 50 52.50.150.010.2R-6 RO.1 60
52.10.030.020 2R R0O2 50 52.50.150.020 2R-6 R0O2 60
52.10.030.030.2R RO.3 50 52.50.150.030.2R-6 5] RO.3 15 6 60
52.15.045.005.2R R0.05 50 52.50.150.050.2R-6 R0O5 60
52.15.045010.2R 15 RO.1 45 4 50 52.50.150.100.2R-6 R1 60
52.15.045.020 2R R0O2 50
52.15.045.030.2R R0O.3 50
52.20.060.005.2R R0.05 50
5220.060.010.2R RO.1 50
52.20.060.020.2R 2 R0O2 6 4 50
52.20.060.030.2R R0O.3 50
52.20.060.050.2R R0O5 50
32 33
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ATIERZEEET] 4 Flute Segment Corner Radius End Mill
L -
R
! @d
\ | 115
o S T N
OSSN U
t
T ey e | nm % s 9 mh z TE s | OSSR
D=3 00015 Coating Slotting Side Milling Id Face Milling_A'i Flute  Helix Angle | Workpiece HRC
3<D<20 0,-0.02 A = = =
R +0.005 £l = o o 4 30 HRC<52
#wEIHE cutd ng Materials O 3% iE& Very Suitable © i&#& Suitable
W aam WEE | BB | vedoedhed | FEW | HAS | EAe | B ME BB | mEas
Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;lgét]ass Trt:ﬂg:’m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy
] i (6] s ] & [ 5, &) & @
TS 74 (D) E#RE I (1) & (d) 24 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.010.030.0054R R0.05 50
52.010.030.0104R RO.1 50
52.010.030.0204R 1 R02 2 4 50
52.010.030.030.4R R0O.3 50
52.015.045.005 4R R0.05 50
52.015.045.0104R RO.1 50
15 45 4
52.015.045.020 4R R0O2 50
52.015.045.030 4R R0O.3 50
52.020.060.005.4R R0O.05 50
52.020.060.0104R RO.1 50
52.020.060.020 4R 2 R0O2 6 4 50
52.020.060.030 4R R0O.3 50
52.020.060.050 4R ROS5 50
52.030.090.005 4R RO.05 50
52.030.090.010.4R RO.1 50
52.030.090.020 4R 3 R0O2 [¢] 4 50
52.030.090.030.4R R0O.3 50
52.030.090.050 4R R0O5 50
52.030.090.100.4R R1 50
52 .030.090.005.4R-6 RO.05 50
52.030.090.010.4R-6 RO.1 50
52.030.090.020.4R-6 3 RO 2 9 6 50
52.030.090.030.4R-6 R0O3 50
52 .030.090.050.4R-6 RO5 50
52.030.090.100.4R-6 R1 50
52.040.120.010.4R-6 RO1 60
52.040.120.020.4R-6 R0O2 60
52.040.120.030 4R-6 4 R0O.3 12 6 60
52.040.120.050.4R-6 R0O5 60
52.040.120.100 4R-6 R1 60
34

R 1
! od
\ 15 |
' &5 S d I
B Ses — e —
HE - 2
4v2 . d=h5 Tolerance ﬁ:@é ;Hg Mﬁi | g / 3]%9( Eﬁiﬁ E‘Sﬁ%&
D=3 00015 Coating Slotting Side Milling Face Milling #.-/l Flute | HelixAngle | Workpiece HRC
3<D<20 0,002 = = = =
R +0.005 Cral o © o 4 30 HRC<52
WANEIFE cutting Materials © 3E%3E4 Very Suitable © 54 Suitable
R e WS | W% | radbeited | FBS | #AS | #A: W |mE | BE | mEas
Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el Cast Iron <sahre | >52hre Stsatigfl:lass ﬁt:lr;g:rm Alumltgr;rum Copper | Resin | Graphite | Super Alloy
o ) ) o | o | 0 g > [ e | ¢
TS 74 (D) ERRA i (1) Az (d) 21 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.050.150.010.4R-6 RO.1 60
52.050.150.020 4R-6 RO.2 60
52.050.150.030.4R-6 5 RO.3 15 6 60
52.050.150.050 4R-6 RO.5 60
52.050.150.100.4R-6 R1 60
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A 5%

s 5% ® o - - . P4 ®
& = @ Milling Series @ Milling Series k & =
Ké&stian 52° s 52°. exian
P8I Z2%(3FE Milling Parameters Recommendation ATJJEFMRI[EIEJ] 4 Flute Straight Shank Corner Radius End Mill

2m/4m&§@%ﬂ ™ ! od
2 Flute /4 Flute Segment Corner Radius End Mill ' <y

8
5
/
-
PERT
—

WATHIE B & 4 BER s

Workpiece Material

Quenched&Tempered Steel dened Steel
HPM = NAK SKD61 (~52HRC)

x| EREE | pa | GhEE A% ah5  Toersnce N | W éj e Z mH z nE | MR | ESHNER
742 R Speed Feedmg Rate R Speed Feedmg Rate Rev.Speed Feeding Rate Rev.Speed Feeding Rate D=3 0-0015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle | Workpiece HRC
ot | mef'rrnn mef'mm F mm,/min F mm/min Do BT
Cutter Dia. - = - : = = = T | i = T Iz T CrAL @] @ o] 4 30° HRC=<52
min-1 st | FriE min-1 wst | 7 min-1 s | FreE min-1 sk | FriE R +0.005

Side milling|  Siotring side Milling|  Slofting side Milling| slotting

side Milling]  Slotting

L - T A 2 T T I ———————
2 12,800 400 | 150 9,600 210 70 6,400 110 | 55 3,200 80 | 40 s say B e | it | R Has @Eas § |wE | =B | sgas
2:.35 1 ; ;52[;)[? jgg : 23 ;,:$ i;g ;g i;}gg :: ;g 22 5,?33 18(;30 gg Csatgﬁn Alloy Steel T Snfsg:::;{sit%el Gastiron | oor i Toearee Stsatigéllass ﬁt:{;g,:,m Alumltgr;rum Copper | Resin | Graphite | Super Alloy
4 5400 450 160 | 4800 250 80 3200 | 120 | 60 1,600 100 | 50 @ i i o 2 @ = e 2 | ©
5 5100 | 600 | 200 3,800 300 | 90 2600 | 150 | 75 1,300 120 | 60
iTES & (D) ESRAE nE (1) %z (d) 24 (L)
T —— - c. T Cutter Dia. Comadius Length of Cut Shank Dia. Overaength
smiﬁI ﬁll’ng Sﬁt;ﬁ;g srd({a§I I{.?i?ling sﬁgg 52.040.11.02.050 4R R0O.2 50
— 52.040.11.03.050 4R 4 R0.3 1 4 50
i — = o — 52.040.11.05.050 4R R0.5 50
! | paomE - | [01D 52.040.11.10.050.4R R1 50
0.1D 0.02D 52.060.13.01.050 4R 6 RO.1 13 6 50
= e P 52.060.15.01.060.4R 60
52.060.15.01.0754R 6 RO.1 15 6 75
52.060.15.01.100.4R 100
X ISIRIEHN TSRS AR R 52.060.13.02.050 4R 6 R0.2 ' 13 6 50
% BRI TR RS P30 ~ 50%.0 52.060.15.02.060.4R 60
X SRR, AR AR, BEAR, 52.060.15.02.075 4R 6 R0.2 15 6 75
52.060.15.02.100.4R 100
% Adjust feed according to inclined angle. 52.060.13.03.050 4R 6 RO.3 13 6 50
% When comer machining, reduce the feed by approximately 50% ~ 30%. 52.060.15.03.060 4R 60
% Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient. 52.060.15.03.075.4R 6 R0.3 15 6 75
52.060.15.03.100.4R 100
52.060.13.05.050 4R 6 R0.5 [ 13 6 50
52.060.15.05.060.4R ' 60
52.060.15.05.075.4R 6 R0.5 15 6 75
52.060.15.05.100.4R 100
52.060.13.10.050.4R 6 R1 13 6 50
52.060.15.10.060.4R 60
52.060.15.10.075.4R 6 R1 15 6 75
52.060.15.10.100.4R 100
52.080.20.01.060.4R 60
52.080.20.01.075.4R - RO = 8 75
52.080.20.01.100.4R 100
52.080.20.01.150.4R 150
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/ F3% ® line Sor lina Ser /s 3% ®
& = @ Milling Series @ Milling Series k & =
Ké&stian 52°. 52°.:: exian
ATJEFRRIEIEJ] 4 Flute Straight Shank Corner Radius End Mill ATJEFRRIEIEJ] 4 Flute Straight Shank Corner Radius End Mill

L L

- e _@d -‘ 1o} @d
N
U

m%' N I I

L T e | nm % s Y aw 2 D RiER | ERHNER A s e | wm I% sk % e 7 T | SR | EAMEER
D=3 00015 Coating Slotting Side Milling Id Face Milling_A'i Flute | Helix Angle | Workpiece HRC D=3 0-0015 Coating Slotting Side Milling Face Milling #.-/l Flute | HelixAngle | Workpiece HRC
0,-0.02 0,-0.02
Ll ’ CrAL o o o 4 30° HRC<52 = : CrAL [5) ) o 4 30° HRC<52
R +0.005 R +0.005
WATEI#A L cutting Materials © 4E#3E& Very Suitable ©i&# Suitable WAEIFEL Cutting Materials © 3E#3E & Very Suitable (3% & Suitable
il e F e
BES | i ek Ha rﬁneﬂit&el AREER 1 ¥=Fd e #H BiR & saAsE WEH | EEH 3 Hard%rgﬁste&ﬂ AEER Has BEe | Wi anE SEeS
Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;lgét]ass Trt:ﬂg:’m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre Stsatig EI_,?SS T'tzl? g,:,m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
] i (6] s ] o) [ [ o &) @ O i ] (@] s ] &) [ O [ () [ O [ O 8

THES 7 (D) ERRA i (1) iz (d) 2k (L) THEs 74 (D) ER/RfA i (1) iz (d) £k (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.080.20.02.060 4R 60 52.100.25.10.075.4R 75
52.080.20.02.0754R i 52.100.25.10.100 4R 10 R1 25 10 100
52.080.20.02.100.4R 8 = 2 8 100 52.100.25.10.150.4R 150
52.080.20.02.150 4R 150 52.100.25.20.075 4R 75
52.080.20.03.060 4R 60 52.100.25.20.100 4R 10 R2 25 10 100
52.080.20.03.0754R 8 RO3 20 8 75 52.100.25.20.150 4R 150
52.080.20.03.100 4R 100 52.120.25.01.075.4R 25 ¥ 55
52.080.20.03.150 4R 150 52.120.30.01.100 4R 12 RO1 . 12 100
52.080.20.05.060 4R . 60 52.120.30.01.150 4R -t 150
52.080.20.05.0754R 8 RO5 20 8 75 52.12025.02.075 4R 25 _ 75
52.080.20.05.100 4R 100 52.120.30.02.100 4R 12 R0O2 12 100
52.080.20.05.150 4R 150 52.120.30.02.150 4R o 150
52.080.20.10.060 4R 60 52.120.25.03.075.4R 25 75
52.080.20.10.0754R 8 R 20 8 T4 52.120.30.03.100 4R 12 R0O.3 30 12 100
52.080.20.10.100 4R 100 52.120.30.03.150 4R 150
52.080.20.10.150 4R 150 52.1202505.075.4R 25 75
52.080.20.20.060 4R . 60 52.120.30.05.100 4R 12 R0O5 I 30 12 100
52.080.2020.0754R 8 R2 20 8 T4 52.120.30.05.150 4R | 150
52.080.20.20.100 4R 100 52.120.25.10.075.4R 25 75
52.080.20.20.150 4R 150 52.120.30.10.100 4R 12 R1 20 12 100
52.100.25.01.0754R 75 52.120.30.10.150 4R 150
52.100.25.01.100 4R 10 RO1 25 10 100 52.120.2520.075 4R 25 75
52.100.25.01.150 4R 150 52.120.30.20.100 4R 12 R2 30 12 100
52.100.25.02.075 4R 75 52.120.30.20.150 4R 150
52.100.25.02.100 4R 10 R0.2 25 10 100 52.160.40.05.100 4R 16 RO5 40 16 100
52.100.25.02.150 4R 150 52.160.40.05.150 4R i 150
52.100.25.03.0754R . 75 52.160.40.10.100.4R 16 R1 . 40 16 100
52.100.25.03.100 4R 10 RO.3 25 10 100 52.160.40.10.150 4R 150
52.100.25.03.150 4R 150 52.160.40.20.100 4R 16 R2 40 16 100
52.100.25.05.0754R 75 52.160.40.20.150 4R 150
52.100.25.05.100 4R 10 R0.5 25 10 100 52.160.40.30.100 4R 16 R3 40 16 100
52.100.25.05.150 4R 150 52.160.40.30.150 4R 150
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/ F3% ® o
y = @ Milling Series
Ké&3tian 52° s
P8I Z2%(3FE Milling Parameters Recommendation

ATJEMREISZT]
4 Flute Straight Shank Corner Radius End Mill

WYIEIA R < : G VA FE AR

Workpiece Material

Alloy Steel Quenched&Tempered Steel dened Steel
SCM = SKD = 5US HPM = NAK SKD61 (~52HRC)

AR LigE iR priEopt
niE Rev. Speed Fer-_-dmg Rate Rew. Speed Feeding Rate Rev.Speed Fr-_-.udmg Ratc- Rev.Speed Feeding Rate
Cutter Bids i - i = 2 - . = - = = : - 1 :
min-1 mm/min min-1 mm/min min-1 mm,/min min-1 mm/min
6 4,300 780 3,200 580 2,200 380 1,100 160
8 3,200 780 2,400 580 1,600 380 800 160
10 2,600 780 1,900 580 1,300 380 650 160
12 2,100 780 1,600 580 1,100 380 530 160
# {F Steel Parts ¥ f# 40 Hardened Steel
et &
Side Milling Side Milling
1.5D 1D
0.1D 0.05D
— |- — |-

X SRR TE AN AR RE
¥ HAANHE IR FE30 ~50%.
¥ EEIREN, BRARLGIRESERE, REIAR,

# Adjust feed according to inclined angle.
3 When comer machining, reduce the feed by approximately 50% ~ 30%.
3% Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient.

40

@ Milling Series / p 3 | gz o ®
52° Ké3tian
2T1%8[EET] 2 Flute Deep Groove Corner Radius End Mill

. L
R h -‘
; ) od
l\ _— 15 |

A

T I

GD# { |
®d1 %

A% d=n5 Tolerance fﬁi FHE cp | W Z m g Dif- i Eﬁﬁ%ﬁ
D=3 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle | Workpiece HRC
S S CrAL © o o 2 30° HRC<52
INEIAH Cutting Materials © 3e%i& & Very Suitable & # Suitable
R s Vel 5323 Hardenegted AR Has FE® ® | W a8 BEEE
Csatgﬁn Alloy Steel Tsnf;gf:;gt%el Cast Iron <sahre | >52hre Stsatigzlass ﬁt:{;g,:,m Alumltgr;rum Copper | Resin | Graphite | Super Alloy
o o o e | o | 0 o | o [e]o
TS 7 (D) ESRA = (11) i (1) |==aE (d1) | 42 (d) 2k (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length

52.02.006.003.2LR

52.02.008.003.2LR

52.02.010.003.2LR 02 R0.03 1 09 018

5202.012.003.2LR 12

52.02.015.003.2LR 1.5

5202.020.003.2LR 2

52.03.008.005.2LR 08

52.03.010.005.2LR i

52.03.012.005.2LR 1.2

52.03.015.0052LR . 03 R0.05 1.5 03 028

52.03.020.005.2LR 2

52.03.025.005.2LR 25

52.03.030.005.2LR 3

52.04.010.0052LR 1

52.04.015.005.2LR 1.5

52.04.020.0052LR 2

52.04.025.0052LR I 27

52.04.030.0052LR 04 L 3 oA @3r

52.04.040.005.2LR 4

52.04.050.0052LR <

52.04.060.0052LR 6

52.05.015.0052LR 1.5

52.05.020.005.2LR 2

52.05.030.0052LR 3

52.05.040.005.2LR 05 R0.05 4 05 0.46

52.05.060.0052LR 6

52.05.080.0052LR | 8

52.05.100.005.2LR 10

5205015010 2LR 15

5205.020.0102LR 05 RO 2 05 046

52.05.030.0102LR 3

52.05.040.0102LR 4
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I e Ser /’ FIEZ ®
52" 52° i Késtian

271 R EE 2]

K&stianm®

2718 [EE7T] 2 Flute Deep Groove Corner Radius End Mill 2 Flute Deep Groove Corner Radius End Mill

- L < L
R h R b
\—:L— 15 [ 2 \ { 15" [ 2
®d1 - ®d1 X
% 2| #m s | m AERE R BE | wm sk ;- V. x| sma | seweEs
ANEE . d=h5 Tolerance e : i . / - 7 2 2 2%, d=h5 Tolerance Fhats 5 - . | - ‘% > B
D= 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | Helix Angle | Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling 4 Flute | HelixAngle | Workpiece HRC
S S CrAL o o o 2 30° HRC<52 S o CrAL o o o 2 30° HRC<52
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable
BEW Ea A @ ek Harﬁlﬁﬂsteel R Hes BEE BB aE BREE R fopa! EEH ek Harmﬁtm AR Hes Hes ® | W ag BRe®
Csat(ebé:i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre St;igétiass Tit:lr;‘i;:(m Alu';rllil:)r‘:[um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre S‘tsatien EI_,?SS T'tzl? fi;:[m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
) o ) o | [ o 0 C o | o ) ) ) o | o | 0 C o | o
@ (1) @ (d1) [ #@(d) | 2% (L) TS 7% (D) @S (1) @ (d1) [ 9@ (d)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Owverall Length Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.05.060.0102LR 6 52 08.060.020 2LR 6 50
52.05.080.010.2LR 0.5 RO.1 8 05 0.46 4 52.08.080.0202LR 8 50
52.05.100.0102LR 10 52.08.100.020 2LR 08 RO.2 10 08 0.76 4 50
52.06.015.0052LR 1.5 52.08.120.0202LR 12 50
52.06.020.0052LR 2 52.10.040.0052LR 4 50
52.06.040.0052LR 06 R0.05 4 06 0.56 4 52.10.060.0052LR 6 50
52.06.060.0052LR 6 52 10.080.0052LR 8 50
52.06.080.0052LR 8 52.10.100.0052LR ! O£ 10 : i G 50
52.06.100.0052LR 10 52 10.120.0052LR 12 50
52.06.015.0102LR 1.5 52.10.150.005.2LR 15 50
52.06.020.0102LR 2 52 10.040.0102LR 4 50
52.06.040.0102LR 06 RO1 4 06 0.56 4 52.10.060.0102LR 6 50
52.06.060.0102LR 6 52.10.080.0102LR 8 50
1 RO1 1 095 4
52.06.080.010.2LR 8 5210.100.0102LR 10 50
52.06.100.0102LR 10 52.10.120.0102LR 12 50
52.08.020.005.2LR 2 52.10.150.0102LR 15 50
52.08.030.0052LR 3 52.10.040.020 2LR 4 50
52.08.040.005.2LR 4 52 10.060.0202LR 6 50
52.08.060.0052LR 08 R0.05 6 08 0.76 4 52.10.080.020 2LR 1 RO.2 8 1 0.95 4 50
52.08.080.005.2LR 8 52.10.100.0202LR 10 50
52.08.100.0052LR 10 52.10.120.020 2LR 12 50
52.08.120.0052LR 12 52.10.150.020 2LR 15 50
52.08.020.0102LR 2 52.10.040.030 2LR 4 50
52.08.030.0102LR 3 52 10.060.030 2LR 6 50
52.08.040.0102LR 4 52.10.080.030 2LR 8 50
52 08.060.010.2LR 0.8 RO.1 6 08 0.76 4 52.10.100.030.2LR 1 R0.3 10 1 0.95 4 50
52.08.080.0102LR 8 52.10.120.030 2LR 12 50
52.08.100.0102LR 10 52 .10.150.030 2LR 15 50
52.08.120.0102LR 12 52 15.060.0052LR 6 50
52.08.020.020 2LR 2 52 15.080.0052LR 15 RO.05 8 15 145 4 50
52.08.030.0202LR 08 R0O.2 3 08 0.76 4 52 15.100.0052LR 10 50
52.08.040.020 2LR 4 5215.120.0052LR 12 50
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/ FI3E ® A— S Kﬂgz_ ®
K&stian B2° s 82° oian

271G RET] 2 Flute Deep Groove Corner Radius End Mill 2T13F5RET] 2 Flute Deep Groove Corner Radius End Mill
Iy L L
R fil R i h
\.L_ i | 2 -‘ \ { _— 15 | 2 -‘
* | *
od1 : @d1 %
P BE | #m arT mo Y | mm | eme sensmm e - 2| &
442 d=h5 Tolerance Fhats : ? . - f " a : 423 ; d=h5 Tolerance s ;Hg Mﬁ - E - % Ak mﬁ Enﬁw
D=3 0.-0.015 Coating Slotting Side Milling /| Face Milling 24 Flute | HelixAngle Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle Workpiece HRC
— S CrAL o o 2 30° HRC<52 2<0<2 e CraL o o o 2 30° HRC<52
WATEI#A L cutting Materials © 4E#3E& Very Suitable ©i&# Suitable #HNEI#¥E cutting Materials © 3% 54 Very Suitable  i&#& Suitable
WEH x| 8 F Bk Harﬁ.ﬁ?ﬁm AgE Hae | #HE® # wE B SReS WED =29 R ek Hanﬁfﬁmm FeE Hae | B5= @ |(mE | a2 . Aoy
Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;igét]ass Tit:ﬂé:,m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre Stsatig EI_,?SS T'tzl? fi;:[m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
o] ] o] @] O [ O O @) @] [ O [ [ o 6] 6] @ 2 . O . O . O . &} O
TS nz (D) | marm [mek (1) | DE() |eee (o) | #20) [ 2k () TS n (D) | marm [Esx (1) [ or(0) | w22 (d)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Owverall Length Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut k Dia. Shank Dia. Overall Length
52.15.150.0052LR 5220.200.0102LR 20 60
52.15.200.0052LR 15 R0.05 20 15 145 4 60 5220250010 2LR 25 75
52.15.250.0052LR 25 75 52 20.300.0102LR 2 RO1 30 2 1.94 4 75
52.15.300.0052LR 30 75 52 20.350.010 2LR 35 75
52.15.060.0102LR . 6 . 50 52.20.400.010.2LR ' 40 75
52.15.080.010.2LR 8 50 52.20.080.020 2LR . 8 50
52.15.100.0102LR 10 50 5220.100.0202LR 10 50
52.15.120.0102LR 15 RO 12 15 145 4 50 5220.120.0202LR 12 50
52.15.150.0102LR 15 50 52 20.160.020 2LR 16 50
52.15.200.010.2LR 20 60 52.20.200.020.2LR 2 R0.2 20 2 1.94 4 60
5215250010 2LR 25 75 5220250020 2LR 25 75
52.15.300.010 2LR 30 75 52 20.300.020 2LR 30 75
52.15.060.020.2LR ' 6 ' 50 5220.350.020 2LR 35 75
52.15.080.020 2LR 8 50 5220400020 2LR 40 75
52.15.100.0202LR 10 50 52 20.080.0302LR . 8 50
52.15.120.020 2LR 15 RO 2 12 15 145 4 50 5220.100.030.2LR 10 50
52.15.150.020 2LR 15 50 5220120030 2LR 12 50
52.15.200.020 2LR 20 60 52 20.160.0302LR 16 50
52.15.250.0202LR 25 75 5220200030 2LR 2 RO.3 20 2 1.94 4 60
52.15.300.020 2LR 30 75 5220250030 2LR 25 75
52.15.060.030 2LR 6 50 52 20.300.030 2LR 30 75
52.15.080.030 2LR 8 50 52 20.350.0302LR 35 75
52.15.100.0302LR 10 50 5220400030 2LR 40 75
5215120030 2LR 12 50 52.20.080.050 2LR 8 50
52.15.150.030 2LR L Rd3 15 12 s * 50 52.20.100.050 2LR 10 50
5215200030 2LR 20 60 5220120050 2LR 12 50
52.15.250.030 2LR 25 75 52.20.160.050 2LR 16 50
52.15.300.030 2LR 30 75 5220.200.050 2LR o RO5 20 2 1.94 4 60
52.20.080.0102LR 8 50 5220250050 2LR 25 75
52.20.100.0102LR 2 RO 10 5 104 4 50 52 20.300.050 2LR 30 75
52.20.120.0102LR 12 50 52.20.350.050.2LR 35 75
52.20.160.0102LR 16 50 5220400050 2LR 40 75
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2718 [EE7T] 2 Flute Deep Groove Corner Radius End Mill 2T1%8[EET] 2 Flute Deep Groove Corner Radius End Mill

L L
R h R h
\.L_ <"1 | l\ { "I

A A

T [ T

e =l 1 20 # t |
@d1 : ®d1 %

AR 005 Tolrance e w7 | IZ & z nE | SEm | EAHEEE —_ e % s % e ‘z nE | wEm | EeHEEE

D= 00015 Coating Slotting L Side Milling Face Milling _Z4 Flute | Helix Angle | Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling 4 Flute | HelixAngle | Workpiece HRC

S S CrAL o o o 2 30° HRC<52 S S CrAL o o o 2 30° HRC<52

WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable

EH Ea i e Ha rﬁgﬂimel T Has HES® #H B "B = R | iR ek Harmﬁted T Has HES B | WE | a8 sasse
Csat(ebé:i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre St;igétiass Tit:lr;‘i;:(m Alu';rllil:)r‘:[um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre S‘tsatien EI_,?SS T'tzl? fi;:[m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
o | o ) o | o | o o o o | o ) ) ) o | o | o o o [e o
wok (1) | m () | wee ()| Bz | 2K (L) T4 7% (D) S (1) @ (d1) | #@ (d)
Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Owverall Length Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Overall Length

5225.0800102LR 8 5225.150.050.2LR 15 50
5225.100.010.2LR 10 52 25.200.050.2LR I 20 60
5225.1500102LR 15 5225250.050.2LR 25 75
52 25200.0102LR 20 52 25.300.050.2LR 30 i
5225.2500102LR 25 RO.1 25 25 5225.350.050.2LR 25 RO5 35 25 24 4 75
52 253000102LR 30 5225400.0502LR 40 15
5225.350010.2LR 35 52.25450.050.2LR 45 100
52.254000102LR 40 5225500050 2LR 50 100
52254500102LR 45 100 52.30.100.010.2LR 10 50
52 25500.0102LR 50 100 5230.150.0102LR 1 ] 50
52.25.0800202LR 8 50 52.30.200.010.2LR 20 60
5225100020 2LR 10 50 5230.250.0102LR 25 15
52.25.150.0202LR 15 50 52.30.300.010.2LR 30 75
5225200020 2LR 20 60 52.30.350.010.2LR 3 o1 35 2 289 g 5
5225.2500202LR 25 R0.2 25 25 24 4 75 52.30400.0102LR 40 75
52.25.3000202LR 30 75 5230450.0102LR 45 100
522535002021 R 35 75 52.30.500.010.2LR 50 100
5225400020 2LR 40 75 52.30.550.010.2LR 23] 100
52.254500202LR 45 100 52.30.600.010.2LR 60 100
5225500020 2LR 50 100 52.30.100.020.2LR 10 50
52.25.080.030.2LR 8 50 52.30.150.020 2LR 15 50
5225100.030.2LR 10 50 52.30.200.0202LR 20 60
52.25.150.030.2LR 15 50 52.30.250.0202LR 25 75
52.252000302LR 20 60 52.30.300.0202LR 30 75
52252500302LR 25 R0O.3 25 25 24 4 75 52.30.350.0202LR 3 R0O.2 35 3 285 6 75
5225 300.0302LR 30 75 52.30400.0202LR 40 75
52.25.3500302LR 35 75 5230450020 2LR 45 100
52.254000302LR 40 #5 52.30.500.020 2LR 50 100
5225450 030.2LR 45 100 52.30.550.0202LR 55 100
52.255000302LR 50 100 52.30.600.0202LR 60 100
52.25.080.050.2LR 25 RO5 8 25 24 4 50 52.30.100.030.2LR 3 RO.3 10 3 585 6 50
52.25.100.050.2LR 10 50 5230.150.030 2LR 15 50
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2718 [EE7T] 2 Flute Deep Groove Corner Radius End Mill 2 Flute Deep Groove Corner Radius End Mill

R

fil
-
L7

R

\7 i \ L e
®d1 - ®d1 X
T T i | Am wE l% mE g nE | eme | EavNEE AN S Toleranee 5 | mm ZI e % mE a DE | MR ESHNER
D= 00015 Coating Slotting Side Milling Face Milling _£4 Flute | Helix Angle | Workpiece HRC D= 00015 Coating Slotting Side Milling . Face Milling _£4 Flute | HelixAngle Workpiece HRC
S S CrAL o o 2 30° HRC<52 S o CrAL © o o 2 30° HRC<52
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable
EH =yl i 3 Ha rﬁgﬂimel T Has e #H B "B = R | iR 3 Hard%rgﬁste&ﬂ T Has HES B | WE | a8 sasse
Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;igét]ass Tit:ﬂé:,m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre Stsatig EI_,?SS T'tzl? fi;:[m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
) o ) o | [ o 0 C o | o o ) ) o | o | 0 C > [ e | o
TES ERRA B (1) i (1) Bz (d1) | =2 (d) 2k (L) TS 7z (D) ESRfA = (11) i (1) e (d1) | W& (d) 21 (L)
Code No. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Owverall Length Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.30.200.030.2LR 20 60 52.40.200.010.2LR 20 60
5230.250.030 2LR L1 75 52.40.250.010.2LR 25 75
52.30.300.030.2LR 30 75 52.40.300.010.2LR 30 75
52.30.350.030.2LR 35 75 52.40400.0102LR 4 RO 40 4 18 6 T
52.30.400030.2LR 3 R0O.3 40 3 285 6 T 52.40.500.010.2LR 50 100
5230450030 2LR 45 100 52.40.600.0102LR 60 100
52.30.500.030.2LR 50 100 52.40.700.010.2LR 70 110
52.30.550.030.2LR 55 100 52.40.800.0102LR 80 120
52.30.600.030.2LR 60 100 52.40.160.020.2LR 16 60
52.30.100.050.2LR 10 50 52 40.200.0202LR 20 60
52.30.150.050.2LR 15 50 52.40.250.0202LR 25 i)
52.30.200.050.2LR 20 60 52.40.300.0202LR 30 75
52.30.250.050.2LR 25 75 52.40.400.020.2LR 4 R0O.2 40 4 38 6 75
52.30.300.050.2LR 30 7] 52.40.500.020.2LR 50 100
52.30.350.050.2LR 3 RO.5 35 3 285 6 75 52.40.600.020.2LR 60 100
5230400050 2LR 40 7 52.40.700.020 2L R 70 110
5230450050 2LR 45 100 52.40.800.020.2LR 80 120
52.30.500.050.2LR 50 100 52.40.160.030.2LR 16 60
52.30.550.050.2LR 55 100 52.40.200.030.2LR 20 60
52.30.600.050.2LR 60 100 52.40.250.0302LR 25 75
52.30.100.100.2LR 10 50 52.40.300.030.2LR 30 75
52.30.150.100.2LR 15 50 52.40400.0302LR 4 R0.3 40 4 38 6 75
52.30.200.100.2LR 20 60 52.40.500.030.2LR 50 100
52.30.250.100.2LR S5 75 52.40.600.030.2LR 60 100
52.30.300.100.2LR 30 75 52.40.700.030.2LR 70 110
52.30.350.100.2LR 3 R1 35 3 285 6 75 52.40.800.030.2LR 80 120
52.30.400.100.2LR 40 75 52.40.160.050 2LR 16 60
52.30.450.100.2LR 45 100 52 40200050 2LR 20 60
52.30.500.100.2LR 50 100 5240250050 2LR 4 RO5 25 4 38 6 9
52.30.550.100.2LR 55 100 52.40.300.050 2LR 30 T
52.30.600.100.2LR 60 100 5240400050 2LR 40 9
52.40.160.010.2LR 4 RO1 16 4 38 6 60 52 40 500.050 2LR 50 100
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2718 [EE7T] 2 Flute Deep Groove Corner Radius End Mill 2T1%8[EET] 2 Flute Deep Groove Corner Radius End Mill

L L
R h R h
\.L_ s | l\ { e

A A

T [ T

e =l 1 20 # t |
@d1 : ®d1 %

T T e om0 mm @ mE g nE | eme | EavNEE AN S Toleranee 5 | mm ZI e % mE a DE | MR ESHNER
D= 00015 Coating Slotting Side Milling Face Milling _£4 Flute | Helix Angle | Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle Workpiece HRC
S S CrAL o o 2 30° HRC<52 S o CrAL o o o 2 30° HRC<52
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable
EH =yl i ek Ha rﬁgﬂimel TR Has e #H B "B = R | iR 3 Hard%rgﬁste&ﬂ FER Has HES # | HiE | BB SEeS
Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;igét]ass Tit:ﬂé:,m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre Stsatig EI_,?SS T'tzl? fi;:[m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
) o ) o | o [ o o o o | o ' o ) ) o | o | o [ o o [e]c
TS me (1) | mE () | @@ (01) | w20 | 2 (L) e 7% (D) @ (d1) | #@ (d)
Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Owverall Length Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Overall Length
52 .40 600.0502LR 60 100 52 50.0250.030.2LR 25 75
52.40.700.050 2LR 4 RO5 70 4 38 6 110 525003000302LR 30 75
52.40.800.0502LR 80 120 52 50.0400.030.2LR 40 75
52.40.160.100.2LR 16 60 52.50.0500.030.2LR 5 RO.3 50 5 48 6 100
52.40.200.1002LR 20 60 52 50.0600.030.2LR 60 100
52.40.250.100.2LR 25 75 52 50.0800.030.2LR 80 120
52.40.300.1002LR 30 75 52 50.1000.030.2LR 100 140
52.40.400.100.2LR 7 i 40 3 o8 g 75 52 50.0160.050.2LR 16 60
52.40.500.1002LR 50 100 52 50.0200.050.2LR 20 60
52.40.600.100.2LR 60 100 52 50.0250.050.2LR 25 75
52.40.700.1002LR 70 110 52 50.0300.0502LR 30 75
52.40.800.100.2LR 80 120 52 50.0400.050.2LR 5 R0O.5 40 5 48 6 75
52.50.0160.010.2LR 16 60 52 50.0500.050.2LR 50 100
52.50.0200.010.2LR 20 60 52 50.0600.050.2LR 60 100
52 50.0250.010.2LR 25 75 52 50.0800.050.2LR 80 120
52 50.0300.010.2LR 30 75 52 50.1000.050.2LR 100 140
52 50.0400.010.2LR 5 RO1 40 5 48 6 75 52.50.0160.100.2LR 16 60
52 50.0500.010.2LR 50 100 52 50.0200.100.2LR 20 60
52 50.0600.010.2LR 60 100 52.50.0250.100.2LR ' 25 75
52.50.0800.010.2LR 80 120 52 50.0300.100.2LR ' 30 75
52.50.1000.010.2LR 100 140 52.50.0400.100.2LR 5 R1 40 5 48 6 75
52 50.0160.020.2LR 16 60 52 .50.0500.100.2LR 50 100
52 50.0200.020.2LR 20 60 52 50.0600.100.2LR 60 100
52 50.0250.020.2LR 25 75 52.50.0800.100.2LR 80 120
52 50.0300.020.2LR 30 75 52.50.1000.100.2LR 100 140
52 50.0400.020.2LR 5 RO2 40 5 48 6 75
52 50.0500.020.2LR 50 100
52 50.0600.020.2LR 60 100
52 50.0800.020.2LR 80 120
52.50.1000.020.2LR 100 140
52 50.0160.030.2LR 16 60
52 50.0200.030.2LR 2 3 20 3 4.8 6 60
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P8I Z2%(3FE Milling Parameters Recommendation 18I Z2%13E Milling Parameters Recommendation
2TFRARET] 2TFRBRERET]

2 Flute Deep Groove Corner Radius End Mill 2 Flute Deep Groove Corner Radius End Mill

#AEIM R Quenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel SKH WAIHIHE Quenched&Tempered Steel Hardened Steel Hardened Steel omReE
Workpiece Material HPM + NAK HPM-38 * STAVAX * SKD6 SKD11 * PD613 ”{‘_s;mr; Workpiece Material HPM * NAK HPM-38 + STAVAX * SKD61 SKD11 * PD613 L{—-EEHPEJ
2 (~62HRC) i ~4 (~SSHRC) A

i 7 h : ST O | Bz | He = =Ty . )
Bf¥E| : eedi z ; i Depth | Rev. |Feeding 2 De gak: B = | B
Corner | Effective | 5 ; Hie ut | of Cut | Speed | Rate Cutter | Corner | Effective
Radius Length Ap Ae n £ I Ap Ae Dia. Radius Length | | A Ae F
mln 1 mm,mm min | mm rnm 1 mm,fmm mm mm min-1 |mm/min| min | mm | min-1 mm’mm min | mm mln 1 mmhmn min 1 |mm/min| min | mm rrnn -1 [mm/min

05 |30,000 0.005| 0.05 | 30,000 200 |0.003| 0.04 |30,000 0.003| 0.02 |30,000 0.003| 0.01 2 |30,000/ 600 0.016| 0.2 |25000| 500 0.012| 0.2 |23,000 400 |0.006|0.15 |20,000| 320 0.004| 01
002 1 |30,000 180 0.005| 0.05 |30,000 150 |0.003| 0.04 |30,000 120 0.002| 0.02 |30,000 8{} 0002/ 0.01 4 |25000 450 0012 02 |23,000/ 400 0.007| 02 |20,000] 300 0004 0.15 [18,000 200 0.003| 0.1
15 |30,000] 120 |0.004| 0.05 |30,000 100 |0.002| 0.04 |30,000] 80 |0.002|0.02 [30,000] 60 |0.001] 0.01 002 6 |23,000] 300 0008 02 |20,000 200 0.005| 02 [18,000] 150 |0.003|0.15 [12,000] 100 [0.002| 0.1
- 2 |30000 70 |0.003| 0.05 30,000/ 50 |0.002| 0.04 [30.000/ 40 |0.001|0.02 |30,000] 30 |0.001| 0.01 8 |[18,000/ 200 0006 02 |16,000 150 0.003 02 |14,000 100 0001|015 [10,000 80 0001 0.1
05 |[30,000 240 | 0.01 | 0.05 |30,000] 200 |0.003| 0.04 |30,000] 160 |0.003| 0.02 |30,000| 120 [0.003| 0.01 10 |16,000 120 (0.003| 02 [14,000/ 100 [0.001| 02 [12,000] 80 |0.001]0.15 |[8,000 | 50 |0.001| 0.1
005 1 |30,000 180 |0.007| 0.05 |30,000 150 |0.003 0.04 30,000 120 |0.003| 0.02 |30,000| 80 |0.003| 0.01 06 2 |30,000 600 0035 02 (25000 500 0.02| 02 |23,000 400 0.01 | 0.15 [20,000 320 0.007| 0.1
15 |30,000] 120 |0.005| 0.05 30,000 100 |0.002| 0.04 |30,000] 80 |0.002|0.02 [30,000/ 60 |0.002] 0.01 005 4 |25000 450 0.025| 02 |23,000] 400 0.015 02 |20,000 300 |0.007|0.15 |18,000| 200 0.005| 0.1
2 |30000 70 |0.003| 005 30,000/ 50 |0.002| 0.04 [30.000/ 40 |0.002|0.02 |30,000/ 30 |0.002 001 01 6 |23,000/ 300 0015 02 |20,000 200 0008 02 |18,000 150 0005 0.15 [12,0000 100 0.003 0.1
1 |30,000] 350 [0.015| 0.1 |30,000| 300 |0.003 0.08 |30,000/ 250 |0.003| 0.04 |30,000| 200 |0.003| 0.03 8 |[18,000| 200 | 001 | 02 [16,000] 150 |0.005| 02 |14,000] 100 0.002|0.15 [10,000] 80 |0.001| 0.1
15 |30,000 240 | 0.01 | 0.1 |30,000 200 |0.003/ 0.08 |30,000] 160 |0.003| 0.04 |30,000| 120 |0.003| 0.03 10 |16,000| 120 0005 02 [14.000/ 100 |0.002| 02 [12,000] 80 0001015 8,000 50 0001 0.1
0.02 2 |30000 180 [0.007| 0.1 |30,000| 150 |0.003| 0.08 30,000 120 |[0.003| 0.04 |25,000| 100 |0.003| 0.03 2 |30,000/ 900 |0.016] 0.25 |25,000] 700 |0.012] 025 |23,000 600 |0.006| 0.15 |20,000| 450 |0.003| 0.12
25 |[30,000/ 150 |0.005) 0.1 |25000 100 |0.002| 0.08 |25.000] 80 |0002| 004 [20000/ 60 |0.002 0.03 002 4 |28000 700 0.012] 025 [25,000 600 0.008 025 [23,000/ 500 '0.005| 0.15 [20,000| 350 0.002| 0.12
- 3 [30,000] 70 |0.004| 0.1 |25000] 50 [0.002| 008 25000 40 |0002|004 [20,000/ 30 |0.002| 0.03 i 6 |25,000] 500 0.008| 0.25 |20,000] 350 |0.005| 025 [18,000| 250 |0.003| 0.15 [16,000| 200 |0.002| 0.12
1 |30,000] 350 | 0.02 | 0.1 [30,000 300 |0.003 0.08 |30,000] 250 |0.003| 0.04 |30,000| 200 |0.003| 0.03 2 |30,000) 900 004 | 02525000 700 003|025 |23,000) 600 0.015| 0.15 [20,000] 450 001 | 0.12
15 |30,000| 240 |0.015| 0.1 |30,000| 200 |0.003 0.08 |30,000/ 160 |0.003| 0.04 |30,000| 120 |0.003| 0.03 s 4 |28000 700 | 0.03 | 0.25 |25,000] 600 | 0.02 | 025 |23,000/ 500 | 0.01 | 0.15 |20,000| 350 |0.007| 0.12
0.05 2 |30000 180 | 0.01 | 0.1 |30,000| 150 |0.003 0.08 30,000/ 120 |0.003| 0.04 |25,000| 100 |0.003| 0.03 04 6 |25000 500 002 025|20,000 350 001|025 18000 250 0007|015 |[16,000/ 200 '0.005 0.12
25 |[30,000] 150 |0.007| 0.1 25,000/ 100 |0.002| 0.08 |25,000| 80 |0.002|004 [20,000/ 60 |0.002| 0.03 2 |28,000/1,0000.016| 0.3 |25000] 800 |0.014] 025 |23,000| 700 |0.006| 0.16 |20,000| 500 '0.005| 0.14
3 |30,000] 70 0005 0.1 |25000 50 |0.002| 008 |25000 40 |0002|004 [20000 30 |0.002 003 4 |28000 900 0012 03 [25000 700 0.008| 025 [23,000/ 600 0.005| 0.16 |20,000| 400 0.003| 0.14
1 |30,000] 450 |0.015| 0.12 |30,000] 400 [0.005| 0.1 |28.000| 350 |0.005| 0.05 |25,000| 300 |0.004] 0.04 :h2 6 |23,000 700 (0.009| 0.3 |20,000] 550 |0.006| 025 |18.000| 450 |0.004| 016 [16,000] 320 [0.002 0.14
15 |30,000] 400 |0.012| 012 30,000 350 |0.005 0.1 28,000/ 300 |0.005| 0.05 |25,000| 260 |0.004| 0.04 8 |[18,000/ 500 0006 03 |16,000 400 0.003| 025 |14.000| 300 0002|016 12,0000 200 0.002| 0.14
2 |30000] 360 | 0.01 | 0.12 |30,000| 300 |0.005/ 0.1 |25,000] 250 [0.005| 0.05 |25,000| 220 |0.003| 0.04 08 2 |28,000/1,000 0.05| 03 |25000] 800 | 0.03| 025 |23,000/ 700 | 0.02 | 0.16 |20,000| 500 '0.015| 0.14
002 55 30,000 340 [0.008| 0.12 |28.000 280 |0.004| 0.1 |25,000 240 |0.004| 0.05 |20,000| 180 |0.003 004 0.05 4 |28000 900 0045 03 [25000 700 0.025 025 |23,000 600 0015/ 0.16 20,000/ 400 001 | 0.14
3 [30,000] 320 |0.008| 0.12 |25,000] 250 [0.004| 0.1 |23.000] 220 |0.003| 0.05 [18,000| 160 |0.002 0.04 01 6 |23,000 700 | 003 | 03 |20,000] 550 | 0.02 | 025 |18,000| 450 | 0.01 | 0.16 |16,000| 320 [0.007] 0.14
04 4 |30000 250 |0.006| 012 |25000] 200 | 0.003| 0.1 |20,000/ 160 |0.002| 0.05 |18,000| 120 |0.002| 0.04 02 8 |18,000/ 500 002 | 03 |16,000 400 001|025 |14.000 300 0005|016 12,0000 200 '0.005 0.14
"1 |30,000| 450 |0.025| 0.12 |30,000| 400 [0.005| 0.1 |28,000| 350 |0.005| 005 [25,000| 300 |0.005 0.04 12 |16,000| 300 |0.007| 0.3 [14,000] 200 |0.005| 0.25 |12,000] 120 |0.003| 0.16 [10,000| 80 |0.001) 0.14
005 | 15 |30,000| 400 [0.022| 012 |30,000 350 0005 01 |28000 300 |0.005 0.05 |25000 260 |0.005| 004 ” .4 4 |25000/1,100 005 | 03 |25000 850 003 0.3 |20000 700 002 | 02 [18000| 600 001|015
2 |30,000] 360 | 0.02 | 012 |30,000| 300 |0.005] 01 |25000] 250 [0.005| 0.05 [25,000| 220 |0.005| 0.04 8 |[18,000 500 | 003 | 03 |16,000] 400 | 0.01 | 03 [14,000] 350 [0.008| 02 [10,000] 250 0.005| 0.15
25 (30,000 340 [0.015) 0.12 |28,000] 280 |0.004| 0.1 |25.000| 240 |0.004| 0.05 [20,000 180 |0.004| 0.04
01 3 [30,000] 320 |0.015| 0.12 |25,000] 250 [0.004| 0.1 |23.000] 220 |0.003| 0.05 [18,000| 160 |0.003 0.04 % EIRIBSEIRAIN TR KR IR R B
4 |30000 250 | 0.01 | 012 [25.000] 200 |0.003] 01 |20,000/ 160 |0.002| 0.05 |18,000| 120 |0.002| 0.04 X DA RNapEFHAANIARE, achmlE B NIARE .
1 |30,000] 600 |0.016| 014 |25,000] 500 [0.008| 0.15 |23.000| 450 |0.006| 0.1 [20,000| 400 |0.004] 0.08 Sy ——
2 {tam i 1t 0 o ove i 1 s o1 i o sz, et ) s
L 4 |25000 380 | 0.01 | 0.14 |25,000| 300 |0.004| 0.15 [23,000) 240 |0.002| 01 |20,000| 180 |0.002| 0.08 xuﬁmﬁmmtm&)ﬂmfgw.ﬁﬁwﬁﬁmmmgﬁsmunw)\lﬁgmo%un
5 |25,000| 300 |0.008| 0.14 |20,000| 200 [0.003| 0.15 |18.000| 150 |0.002| 0.1 [16,000| 100 |0.002] 0.08 X MUINISENIRHBBIAR : apRtREREREHS0%UT, REEHEIYI,
0s 6 |25000 250 |0.004| 0.14 |20,000 160 |0.002| 0.15 |18,000| 100 (0001 01 |16000| 70 |0.001| 008 X RERMEY, ORI RE REIARNLE . S5, THTET RN AR FRE.
1 |30,000| 600 | 0.03 | 0.14 |25,000] 500 | 0.01 | 0.15 |23,000 450 [0.007| 0.1 |20,000| 400 |0.005| 0.08 % Adiust miling condiions according to miling shape and machine type.
0.05 2 |30,000 500 [0.025| 0.14 |25.000] 420 | 0.01 | 0.15 |23,000| 360 |0.007| 01 |20,000| 300 |0.005| 0.08 % ap - Axial Depth of Cut, ae - Radial Depth of Cut
3 [30,000] 420 | 0.02 | 0.14 |25,000 350 [0.008| 0.15 |23.000| 320 |0.005| 0.1 [20,000| 280 |0.003] 0.08 S Rescormens 0 uses ol mist cokintfor machiiiy harened el
4 |25000 380 |0.015| 0.14 |25,000| 300 |0.005 0.15 |23,000/ 240 [0.003| 0.1 |20,000| 180 |0.002| 0.08 O —
01 5 25,000/ 300 | 0.01 | 0.14 |20,000| 200 |0.004| 0.15 |18,000| 150 |0.003| 0.1 |16,000| 100 |0.002| 0.08 3% Adjust feed rate 50% lower and cutting depth (ae) 30% lower for milling deep wall area when LID exceeds 8 for stable milling.
6 |25000 250 |0.008| 0.14 |20,000| 160 |0.003 0.15 18,000/ 100 |0.002| 0.1 |16,000| 70 |0.001| 0.08 s For S0, oicknrTiond Feciocating il by i IS ap o BeIow SO o FecoimmeRded illig condibn

3% When get chattering , reduce both spindle and feed speed at a same rate, meanwhile, do the same action at the moment that RPM of main axs gets insufficency working.
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K&stian B2° 82, exian

ATEE[EET] 4 Flute Deep Groove Corner Radius End Mill A7 8[E £ 7] 4 Flute Deep Groove Corner Radius End Mill
t = - L -
R I4l R h
V| ®d @d
\.L_ i -‘ l\ £ 5" [
A
®d1 : T ®d1
: f R

T T ol T é E ﬁ T | iR | EAHEEE AN S Toleranee nE | e éj sk % m g nE | MR | ESHNER
D= 00015 Coating Slotting Side Milling Face Milling _£4 Flute | Helix Angle | Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle | Workpiece HRC
3<D<20 0.-0.02 = & P & 3<D<20 0,-0.02 ) = = .
= 0005 CrAL © o] (@] 4 30 HRC<52 = 0005 CrAL © @ O 4 30 HRC<52
WANEIFH cutting Materials © 3E% 184 Very Suitable © &4 Suitable WANEIFE cutting Materials © 3E%3E4 Very Suitable © 54 Suitable

BREH B iR E 2223 Har{ﬁrﬁtﬁt&d TR Hes BEE # wE a2 BEaE EH B AR f5.23 Harmﬁmd FEER Has HES ® (W | aE =1 s

Csat(ebé:im Alloy Steel Télr;];gf:;gti‘el Cast Iron <s2hre | »52hre St;'gé?ss Trt:lr;é::(m Alu';rllil:)r‘:[um Copper  Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el Castlran <S2hre | >52hre S‘tsatigel;lass ﬁt:lr;g:rm Alumlgr;rum Copper | Resin | Graphite | Super Alloy

@ ] @ [} @] . £ o &) @ O . (@] @ @ [} O [ O O C o &)

i8S 7 (D) ESRAE (R) | #=4 (11) B2 (d1) W& (D) 214 (L) = 7 (D) E#R/E (R) | #=k (1) o (1) B2 (d1) W& (D) 24 (L)
Code No. Cutter Dia. Corner Radius | Effective Length Neck Dia. Shank Dia. Overall Length Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia, Shank Dia. | Overall Length
6 50

52.10.040.005.4LR 52.15.060.010.4LR
52.10.060.005.4LR 52.15.080.010.4LR 8 50
52.10.080.005.4LR i R0.05 8 1 0.95 4 50 52.15.100.010.4LR 10 50
52.10.100.005.4LR 10 50 52.15.120.010.4LR 15 ROA 12 15 145 4 50
52.10.120.005.4LR 12 50 52.15.150.010.4LR 15 50
52.10.150.005.4LR 15 50 52.15200.010.4LR 20 60
52.10.040.010.4LR 4 50 52.15.250.010.4LR 25 75
52.10.060.010.4LR 6 50 52.15.300.010.4LR 30 75
52.10.080.010.4LR : RO1 8 1 0.95 4 50 52.15.060.020.4LR 6 50
52.10.100.010.4LR 10 50 52.15.080.0204LR 8 50
52.10.120.010.4LR 12 50 52.15.100.020.4LR 10 50
52.10.150.010.4LR 15 50 52.15.120.0204LR 15 R0.2 12 15 145 4 50
52.10.040.020.4LR 4 50 52.15.150.020.4LR 15 50
52.10.060.020.4LR 6 50 52.15.200.0204LR 20 60
52.10.080.020.4LR 1 R02 8 1 0.95 4 50 52.15.250.020.4LR 25 75
52.10.100.020.4LR 10 50 52.15.300.0204LR 30 75
52.10.120.020.4LR 12 50 52.15.060.030.4LR 6 50
52.10.150.020.4LR 15 50 52.15.080.030.4LR 8 50
52.10.040.030.4LR 4 50 52.15.100.030.4LR 10 50
52.10.060.030.4LR 6 50 52.15.120.030.4LR 15 RO.3 12 15 145 4 50
52.10.080.030.4LR g RO3 8 1 0.95 4 50 52.15.150.030.4LR 15 50
52.10.100.030.4LR 10 50 52.15.200.030.4LR 20 60
52.10.120.030.4LR 12 50 52.15.250.030.4LR 25 75
52.10.150.030.4LR 15 50 52.15.300.030.4LR 30 75
52.15.060.005.4LR 6 50 52.20.080.010.4LR 8 50
52.15.080.005.4LR 8 50 52.20.100.010.4LR 10 50
52.15.100.005.4LR 10 50 52.20.120.010.4LR 12 50
52.15.120.005.4LR 15 R0.05 12 15 145 4 50 52.20.160.010.4LR 16 50
52.15.150.005.4LR 15 50 52.20.200.010.4LR 2 RO1 20 2 194 4 60
52.15.200.005.4LR 20 60 52.20.250.0104LR 25 75
52.15.250.005.4LR 25 75 52.20.300.010.4LR 30 75
52.15.300.005.4LR 30 75 52.20.350.010.4LR 35 75
52.20.400.010.4LR 40 75
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ATEE[EET] 4 Flute Deep Groove Corner Radius End Mill A7 8[E £ 7] 4 Flute Deep Groove Corner Radius End Mill
L i L J
R I4l R h
V| ®d @d
\.L_ i -‘ l\ £ 5" [
A
®d1 : T ®d1
: f R

T T ol T é E ﬁ T | iR | EAHEEE AN S Toleranee N | W éj me % mH g nE | MR | ESHNER
D= 00015 Coating Slotting Side Milling Face Milling _£4 Flute | Helix Angle | Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 = & i & 3<D<20 0,-0.02 ) = = .
= 0005 CrAL o] o] (] 4 30 HRC<52 = 0005 CrAL @ @ O 4 30 HRC<52
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable

N e WEE | BB | vedoedhed | FEW | HAS | EAe | B ME BB | mEas W e WS | W% | radbeited | FBS | #AS | #A: W |mE | BE | mEas

Csat(ebé:im Alloy Steel Télr;];gf:;gti‘el Cast Iron <s2hre | »52hre St;'gé?ss Trt:lr;é::(m Alu';rllil:)r‘:[um Copper  Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el Castlran <S2hre | >52hre S‘tsatigel;lass ﬁt:lr;g:rm Alumlgr;rum Copper | Resin | Graphite | Super Alloy

@ ] @ [} @] . [ o &) @ [ O [ . (@] @ @ [} O O O C o &)

ES 7 (D) E®RA (R) | =4 (11) I (1) ' (d1) i (D) 2t (L) T8s & (D) E®RA (R) | #=k (11) o (1) 'z (d1) W& (D) 24 (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. | Overall Length Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. | Overall Length

52.20.080.020 4LR 8 50 52.25080.0104LR 8 50
52.20.100.020 4LR 10 50 5225100010 4LR 10 50
52.20.120.020 4LR 12 50 5225150010 4LR 15 50
52.20.160.020 4LR 16 50 5225200010 4LR 20 60
52.20.200.020.4LR 2 R0.2 20 2 1.94 4 60 52.25250.0104LR 25 RO.1 25 25 24 4 75
52.20.250.020 4LR 25 75 52.25300.0104LR 30 75
52.20.300.020 4LR 30 75 5225350010 4LR 35 75
52.20.350.020 4LR 35 75 5225400010 4LR 40 75
52.20.400.020 4LR 40 75 5225450010 4LR 45 100
52.20.080.0304LR 8 50 5225500010 4LR 50 100
52.20.100.030.4LR 10 50 52 25080.020 4LR 8 50
52.20.120.030 4LR 12 50 5225100020 4LR 10 50
52.20.160.030.4LR 16 50 5225150020 4LR 15 50
52.20.200.030 4LR 2 R0O.3 20 2 1.94 4 60 5225200020 4LR 20 60
52.20.250.030 4LR 25 75 5225250020 4LR 25 R0.2 25 25 24 4 75
52.20.300.030 4LR 30 75 5225300020 4LR 30 75
52.20.350.030.4LR 35 75 5225350020 4LR 35 75
52.20.400.030 4LR 40 75 5225400020 4LR 40 75
52.20.080.050.4LR 8 50 5225450020 4LR 45 100
52.20.100.050 4LR 10 50 5225500.0204LR 50 100
52.20.120.0504LR 12 50 52.25080.0304LR 8 50
52.20.160.050 4LR 16 50 5225100.0304LR 10 50
52.20.200.050.4LR 2 R0O.5 20 2 1.94 4 60 52.25.150.030 4LR 15 50
52.20.250.050 4LR 25 75 52.25200.0304LR 20 60
52.20.300.050.4LR 30 75 5225250030 4LR 25 75
52.20.350.0504LR 35 75 52.25.300.030 4LR 25 RO.3 30 25 24 4 75
52.20.400.050.4LR 40 75 5225350030 4LR 35 75

52.25.400.030 4LR 40 75

5225450030 4LR 45 100

52.25.500.030 4LR 50 100
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ATEE[EET] 4 Flute Deep Groove Corner Radius End Mill 47158 [EE£7T] 4 Flute Deep Groove Corner Radius End Mill
L L
R ) h -‘ R ] h -‘
( . ( ...
N | A vy |
®d1 - ®d1 x
o #E | wm sk ; 2 & o 2 : ;
442 d=h5 Tolerance Fhats : / ] . / EE - é nH mﬁ Enﬁﬁm 4\ d=h5 Tolerance Fhats M Iﬁ M% - E# - é DIk %ﬁ Eﬁﬁ%ﬁ
D= 00015 Coating Slotting Side Milling Face Milling _£4 Flute | Helix Angle | Workpiece HRC D=3 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle | Workpiece HRC
S S CrAL o o 4 30° HRC<52 S o CrAL o o o 4 30° HRC<52
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable HWANEIFIEL cutting Materials © 3E#3E& Very Suitable ©i& & Suitable
N e WEE | BB | vedoedhed | FEW | HAS | EAe | B ME BB | mEas R e WS | W% | redbeited | FE® | HAS | #A2 W |mE | BE | mEas
Csat(eb;i’ n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;lgét]ass Trt:ﬂg:’m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <S2hre | >52hre Stsatig EI_,?SS T'tzl? g,:,m Alumlgr;rum Copper | Resin | Graphite | Super Alloy
) o ) o | o [ o o o o | o| ' o ) ) o | o | o [ o o [e]c
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
5225 080.050 4LR 50 52.30.450.020 4LR 45 100
5225 100.050 4LR 50 52.30.500.020 4LR 50 100
5225 150.050 4LR 50 52.30.550.020 4LR 3 k2 55 2 =i o 100
5225 200.050 4LR 60 52.30.600.020 4LR 60 100
5225250050 4LR 25 R0O5 25 24 4 75 52.30.100.030 4LR 10 50
5225 300.050 4LR 75 52.30.120.030 4LR 12 50
5225 350050 4LR 75 52.30.150.030 4LR 15 60
5225 400.050 4LR 75 52.30.200.030 4LR 20 60
5225 450 050 4LR 100 52.30.250.030 4LR 25 75
5225 500.050 4LR 100 52.30.300.030 4LR 3 RO3 30 3 285 6 75
52.30.100.0104LR 50 52.30.350.030 4LR 35 75
52.30.150.010 4LR 50 52.30.400.030 4LR 40 75
52.30.150.0104LR 50 52.30.450.030 4LR 45 100
52.30.200.010 4LR 60 52.30.500.030 4LR 50 100
52.30.250.0104LR 75 52.30.550.030 4LR 55 100
52.30.300.010 4LR 75 52.30.600.030 4LR 60 100
3 RO.1 g 285 6 o
52.30.350.010 4LR 75 52.30.100.050 4LR 10 50
52.30400.0104LR 75 52.30.120.050 4LR 12 50
5230450010 4LR 100 52.30.150.050 4LR 15 60
52.30.500.0104LR 100 52.30.200.050 4LR 20 60
52.30.550.010 4LR 100 52.30.250.050 4LR 25 75
52.30.600.0104LR 100 52.30.300.050 4LR 30 75
52.30.100.020 4LR 50 52.30.350.050 4LR 3 R0.5 35 3 285 6 75
52.30.120.020 4LR 50 52.30.400.050 4LR 40 75
52.30.150.020 4LR 60 52.30.450.050 4LR 45 100
52.30.200.020 4LR 3 RO2 3 285 6 60 52.30.500.050 4LR _ 50 100
52.30.250.020 4LR 75 52.30.550.050 4LR 55 100
52.30.300.020 4LR 75 52.30.600.050 4LR I 60 100
52.30.350.020 4LR 75 52.30.100.100 4LR 10 50
52.30.400.020 4LR 75 52.30.120.100 4LR 3 R1 12 3 285 6 50
52.30.150.100 4LR 15 60
52.30.200.100 4LR 20 60
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AT]RE[EET] 4 Flute Deep Groove Corner Radius End Mill
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R 4
—= od
\—:E*— s [
e ol T
) @di
S ol T IZ m g Y| wiEm | EevREE
D= 00015 Coating Slotting Side Milling Face Milling _£4 Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 - . =) 5
= S CrAL s} ] (&} 4 30 HRC=52
#wEIHE cutd ng Materials O 3% iE& Very Suitable © i&#& Suitable
W aam WEE | BB | vedoedhed | FEW | HAS | EAe | B ME BB | mEas
Csat(eb;i’n Alloy Steel Télr;];gf:;gti‘el CastIron <s2hre | »52hre Si;lgét]ass Trt:ﬂg:’m Alumﬁ)r;um Copper Resin = Graphite = Super Alloy
(@] i (6] s ] & 5, &) & @ O

TS 7 (D) E&RA (R) | #=4 (1) i (1) B (d1) | 2 (D) £ (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
5230250100 4LR 25 75
52.30.300.100 4LR 30 75
5230350100 4LR 35 75
52.30.400.100 4LR 3 R1 40 3 285 6 75
5230450100 4LR 45 100
52.30.500.100 4LR 50 100
5230550100 4LR 55 100
52.30.600.100 4LR 60 100
5240.160.0104LR 16 60
52402000104LR 20 60
52402500104LR 25 75
52.40.300.0104LR 30 75
5240.4000104LR 4 RO.1 40 4 38 6 75
5240500010 4LR 50 100
52 406000104LR 60 100
5240700.0104LR 70 110
5240.8000104LR 80 120
52.40.160.020 4LR 16 60
5240200020 4LR 20 60
5240250020 4LR 25 75
5240300020 4LR 30 75
5240400020 4LR 4 R0.2 40 4 38 6 75
5240500020 4LR 50 100
5240.600.020 4LR 60 100
5240700020 4LR 70 110
5240800020 4LR 80 120
5240.160.030 4LR 16 60
5240200030 4LR 20 60
5240250030 4LR 25 75
5240300030 4LR - RD:3 30 4 28 § T
5240400030 4LR 40 75
5240500030 4LR 50 100

60

52. Milling Series
SRHIZRT

K

AT EE[EE£7T] 4 Flute Deep Groove Corner Radius End Mill

il 5Z

ex

ian’

B L
R hH
l.\‘ 1 . d
m ol | |
# ®d1
5 22 | e D ww | m Ny | @R | ESHEEE
4038 d=h5 Tolerance T3k i Iﬁ ! . . é : Sk
D= 00015 Coating Slotting Side Milling Face Milling _Z4 Flute | HelixAngle | Workpiece HRC
S o CrAL o o o 4 30° HRC<52
WANEIFE cutting Materials © 3E%3E4 Very Suitable © 54 Suitable
R Ea Vel ek Harmﬁtm AR Has Hes ® | W ag saa®
Csatgﬁn Alloy Steel Tgn;lsg:::;gt%el CastIron <sahre | >52hre Stsatigfl:lass ﬁt:lr;&m Alumltgr;rum Copper | Resin | Graphite | Super Alloy
o o o e | o | 0 G o | e o
TS 7z (D) ESBRfA (R) | #=k (1) 7 (1) B (d1) Wiz (D) =& (L)
Code No. Cutter Dia, Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.40.600.030 4LR
52.407000304LR 4 RO.3 70 4 38 6 110
52.40.800.030 4LR 80 120
52.40.160.050 4LR 16 60
52.40.200.050 4LR 20 60
5240250050 4LR 25 75
52.40.300.050 4LR 30 75
52 40 400 050 4LR 4 RO.5 40 4 3.8 6 75
52.40500.050 4LR 50 100
5240 600.050 4LR 60 100
52.40.700.050 4LR 70 110
5240800050 4LR 80 120
52.40.160.100 4LR 16 60
52.40200.100 4LR 20 60
5240250 100 4LR 25 75
52.40.300.100 4LR 30 75
52.40400.100 4LR 4 R1 40 4 38 6 75
52.40500.100 4LR 50 100
52.40.600.100 4LR 60 100
52.40.700.1004LR 70 110
52.40.800.100 4LR 80 120
52 50.0160.0104LR 16 60
52.50.0200.0104LR 20 60
52.50.0250.0104LR 25 75
52.50.0300.0104LR 30 75
52.50.0400.0104LR 5 RO1 40 5 48 6 75
52.50.0500.0104LR 50 100
52 50.0600.0104LR 60 100
52.50.0800.0104LR 80 120
52.50.1000.0104LR 100 140
52.50.0160.020 4LR 16 60
52.50.0200.0204LR 5 R0O.2 20 5 48 6 60
52.50.0250.020 4LR 25 75
61



/ ®13% ® lino Ser S—— /s Fl3Z ®
& = @ Milling Series @ Milling Series k & =
Ké&stian 52° s 52° s exian
ATREEET] 4 Flute Deep Groove Corner Radius End Mill PIEIZ%(3E Miling Parameters Recommendation
5 2 - ATRERERET]

! 15° [
ﬁ s L\':_ — 4 Flute Deep Groove Corner Radius End Mill
T. (& |

od1

?Etl‘] #l HE Quench eﬁgﬂered Steel Stee Ha ﬁﬁ?j@teel Tnif:ﬂ KH
Workpiece Material *{_f"‘-" el -38 ¢ STA .:' KD SK?E;E-H:[‘:;?H (~65hr)

A% d=hs Tolssanee iﬁi T Ty | mE IZ mE z nE itk | EEHHEE @tﬁ!ﬂf‘é f;ﬁé?hﬁ v. : : ev. |Fee ept ading| Dep v
D=3 00015 Coating Slotting Side Milling Face Milling <4 Flute | Helix Angle | Workpiece HRC R:;"[‘Jsr L:;mgthe = . : S . e
SB 2 o craL o o 4 30° | HRC<52 . - Mo, | e ] [
R 20 2 |30,000|2,800 0.016| 0.35 |25,000/2,300(0.012| 0.3 |21,000|2,000 | 0.01 | 0.25 |17,000(1,400|0.008| 0.2
WADEIAPEL Cutting Materials O 48184 Very Sutable Oi&4 Sultable 3 |28,000/2,500 0.016| 0.35 [23,000/2,100(0.012| 0.3 |20,000(1,800 | 0.01 | 0.25 |16,000(1,300|0.008| 0.2
_ : 4 |25000|2,200/0.014| 0.35 |21,000|1,800| 0.01 | 0.3 |18,000|1,500 |0.008| 0.25 |14,0001,100|0.005| 0.2
s PO EES e | Bl | rem Has | \ase @ mE BB SEas 0.02 5 |23,000]1,900 0.012| 0.35 19,000/ 1,600|0.008| 0.3 |16,000(1,400 |0.005| 0.25 |13,000|1,000/0.003| 0.2
tagun Aloysteel [ Quenched® | castiron [ T o | SGness | Tapm | ATWMSAM | copper | Resin | Graphite | Super alloy 6 |20,000/1,700 0.01 | 0.35|16,000|1,400/0.008 0.3 [14,000|1,200 0.005| 0.25 [11,000) 850 |0.003) 02
{ = - 8 |18,000|1.400 0.008| 0.35 |15,000/1,100/0.006| 0.3 |13,000| 900 |0.005| 0.25 |10,000| 650 |0.002| 0.2
= o = 2 : : - . " | = 10 [16,000(1,000 0.006| 0.35 {13,000/ 800 |0.004| 0.3 |11,000| 700 [0.003| 025 | 9,000 | 500 |0.002| 02
1 2 |30,000|2,800 0.065| 0.35 |25,000/2,300| 0.05 | 0.3 |21,000/2,000 0.04 | 025 |17,000(1.400| 0.03 | 022
T 7% (D) ESRS (R) | #=k (1) ®= (d1) | #& (D) 2% (L) Al 3 |28,000(/2,500] 0.06 | 0.35 [23,000/2,100| 0.05 | 0.3 |20,000[1,800 | 0.04 | 0.25 |16,000(1,300| 0.03 | 022
Code No. Cutter Dia. Corner Radius | Effective Length Neck Dia. Shank Dia. Overall Length 0.1 4 25,000/2,200 0.055| 0.35 [21,000(1,800| 0.04 | 0.3 [18,000/1,500| 0.03 | 0.25 |14,000/1,100| 0.02 | 0.2
52.50.0300.020.4LR o5 5 |23,000(1,900 0.05 | 0.35 |19,000(1,600| 0.03 | 0.3 |16,000(1,400 | 0.02 | 0.25 |13,000(1,000| 0.01 | 0.2
52.50.0400.020 4LR s 6 |20,000]1,700 0.045| 0.35 | 16,000/ 1,400| 0.02 | 0.3 |14,000/1,200 | 0.01 | 0.25 |11,000| 850 |0.007| 0.2
52.50.0500.020.4LR 5 — 50 5 - 6 100 8 |18,000(1,400 0.035| 0.35 | 15,000/ 1,100|0.015| 0.3 |13,000| 900 |0.008| 0.25 |10,000| 650 |0.005| 0.2
52.50.0600.020 4LR 60 100 10 |16,000|1,000/0.025| 0.35 [13,000| 800 | 0.01| 0.3 |11,000 700 |0.006|0.25 | 9,000 500 |0.005 0.2
52.50.0800.020.4LR 80 120 i3 [ g.g 5 24,000 2,200: 0.06 | 0.45 |20,000|1,800|0.045| 0.4 [17,000|1,500| 0.03 | 0.3 |14,000/1,100| 0.02 | 0.2
52.50.1000.020 4LR 100 140 03 10 |16,000|1,400| 0.04 | 0.45 |13,000/1,100| 0.03 | 0.4 |11,000 950 | 0.01 | 0.3 | 9,000 700 |0.005 0.2
52.50.0160.030.4LR 16 60 3 |28,000(2,800/0.016| 0.55 |23,000/2,300(0.012| 0.5 |20,000/2,000| 0.01 | 0.4 |16,000(1,400|0.008| 0.3
52.50.0200.030 4LR 20 ' 60 4 |25000|2400/0.016| 0.55 |21,000/2,000|0.012| 0.5 |18,000/1,700| 0.01 | 0.4 |14,000/1,200/0.008 0.3
52.50.0250.030.4LR 25 _ 75 o 6 |23,000/2200 0.014| 0.55 [19,000|1,800| 0.01 | 0.5 |16,000(1,500 |0.008| 0.4 |13,000(1,100|0.005| 0.3
52.50.0300.030.4LR 30 75 8 |20,000|1,800 0.014| 0.55 16,000/ 1,500| 0.01 | 0.5 |14,000/1,300 |0.008| 0.4 |11,000/ 900 |0.003| 0.3
52 50.0400.030.4LR 5 RO.3 40 3 4.8 6 75 12 |16,000(1.400 0.012| 0.55 [13,000(1.100|0.008] 0.5 |11,000] 950 |0.005| 0.4 | 9,000 | 650 [0.002| 0.3
52.50.0500.030.4LR 50 100 15 |14,000|1,000/0.008| 0.55 [11,000| 800 |0.005| 0.5 | 9,000 | 700 |0.003| 04 |7,000 500 |0.002| 0.3
52.50.0600.030.4LR 60 100 1.5 3 |28,000(/2,800 0.1 | 0.55|23,000/2,300| 0.05| 0.5 |20,000/2,000| 0.04 | 0.4 |16,000(1,400| 0.03 | 0.3
52.50.0800.030.4LR 80 120 0{;]15 4 |25000 2,400: 0.08 | 0.55 [21,000|2,000| 0.05| 0.5 [18,000/1,700| 0.04 | 0.4 |14,0001.200| 0.03 | 0.3
52.50.1000.030.4LR 100 140 0'2 6  |23,00(2,200 0.08 | 0.55 | 19,000/ 1,800 |0.045 0.5 |16,000/1,500 | 0.03 | 0.4 |13,000(1,100 0.02 | 0.3
52.50.0160.050.4LR 16 60 s 8 |20,000|1,800 0.06 | 0.55 |16,000|1,500| 0.04 | 0.5 |14,000{1,300 (0.025| 0.4 |11,000| 900 | 0.01 | 0.3
52.50.0200.050.4LR 20 60 o 12 |16,000|1,400| 0.06 | 0.55 [13,000|1,100| 0.03 | 0.5 |11,000| 950 | 0.02 | 04 | 9,000 | 650 |0.007| 0.3
52.50.0250.050.4LR 25 75 : 15 |14,000|1,000| 0.03 | 0.55 [11,000| 800 | 0.02| 05 | 9,000 | 700 |0.007| 04 |7,000 500 |0.005 0.3
52.50.0300.050.4LR 30 75 4 |24,000|2,800| 0.02 | 0.7 |20,000|2,300|0.015| 0.6 [17,000(2,000|0.012| 0.5 [14,000|1,400|0.008| 0.35
52 50.0400.050 4LR 5 R0.5 40 g 48 6 75 6 |22.000/2500 0018 0.7 [18,0002,100/0.015 06 (150001800 0.012| 05 [12,000/1.3000.008| 0.35
52.50.0500.050.4LR 50 100 8 |20,000/2200 0.016| 0.7 |16,000|1,800|0.012| 0.6 |14,000(1,500| 0.01 | 0.5 |11,000(1,100|0.005| 0.35
52.50.0600.050.4LR 60 100 .02 12 |16,000|1,700 0.014| 07 [13,000|1400| 0.01| 0.6 [11,000{1,200|0.008) 0.5 |9,000 | 850 |0.003] 0.35
52.50.0800.050.4LR 80 120 16 [14,000]1,400 0.012| 0.7 |11,000|1,100/0.008| 06 | 9500 | 950 |0.005] 0.5 | 7,500 | 650 |0.002| 0.35
52.50.1000.050.4LR 100 140 20 |10,000/ 800 | 0.01 07 | 8000 650 (0.005 06 |7,000 550 0.003 05 |5500 400 |0.002 035
52.50.0160.100.4LR 16 60 2 4 |24,000/2,800 013 | 0.7 [20,0002,300 0.06 | 0.6 |17,000/2,000| 0.05 | 0.5 |14,000|1,400| 0.03 | 0.35
52.50.0200.100.4LR 20 60 {05 6 |22,000/2500 0.12 | 0.7 |18,000/2100| 0.06 | 0.6 |15,000[1,800| 0.05| 0.5 [12,000|1,300| 0.03 | 0.35
52.50.0250.100.4LR 25 75 i 20,000(2,200| 011 | 0.7 [16,000|1,800| 0.05| 0.6 |14,000|1,500| 0.04 | 0.5 [11,000|1,100| 0.02 | 0.35
52.50.0300.100.4LR 30 75 s 12 |16,000|1,700  0.09 | 0.7 [13,000|1.400| 0.04 | 0.6 [11,000(1,200| 0.03| 0.5 | 9,000 | 850 | 0.01 | 0.35
52 50.0400.100.4LR ] R1 40 g 48 6 75 0 16 |14,000|1.400 007 | 0.7 |11,000/1,100| 0.03| 0.6 | 9500|950 |002| 05 | 7500 | 650 |0.007| 0.35
52.50.0500.100.4LR 50 100 At 20 |10,000| 800 0.05| 0.7 |8,000| 650 | 0.02| 06 |7,000| 550 |0.01| 05 |5500 | 400 |0.005| 0.35
52.50.0600.100.4LR 60 100 0.1 10 |16,000(/2,200 0.14 | 0.85 |13,000|1,800| 0.07 | 0.7 |11,000{1,500 | 0.05 | 0.5 | 9,000 |1,100| 0.03 | 0.5
52.50.0800.100.4LR 80 120 25 g:g 20 |11,000|1,400 0.08 | 0.85 | 9,000 1,100 0.04 | 0.7 [7,500 | 950 | 0.02 | 0.5 [6,000 650 | 0.01| 05
52.50.1000.100.4LR 100 140 05 30 |7,000| 800 003|085|5500| 650 |0.01| 07 |4,500|550 |0.01| 05 |3500/| 400 [0.005| 0.5
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@ Milling Series / il 5Z & ®
52 e k exian
2@5&%5}?7} 2 Flute Segment Ball Nose End Mill

reE 53 & ® ) |
KéXxian B2°

18I Z2%(3E Miling Parameters Recommendation

L
ATIRSEE BT i "
4 Flute Deep Groove Corner Radius End Mill 3 R\l\‘ e
- ¢D & 1 H
: ; e L ~
L B R Quencheﬁgfered Steel Haﬁfﬂeel .I%ﬁiﬂ
Workpiece Material HPM = NAK Tu?’l‘.st._'{;:rlc.;KH
a3 d= Tolerance
nE & ] T P | DR Up| »a | sms | ssuses
Cutter | Corner | Effective e 0002 Coating | Kellering ) Flute | Helix Angle | Workpiece HRC
Dia. Radius Length frndiin sl R<1 +0.005 .
- | o or CrAL o 2 30° HRC<52
4 |18000/2,800| 018 = 1 |15,000/2,300| 0.1 ' 0.8 [13,00012,000| 0.07 0.7 05 06
0.05 6 |16,000 2500 0.17 1 |13,000 2,100/ 0.1 = 0.8 [11,00011.800| 0.07 07 |9,000 1,300| 0.05 06 . L o _
0.1 8 |[14,0002200( 016 1 |11,0001,800| 0.1 | 0.8 | 9,500 1,500/ 007 | 0.7 | 7,500 |1,100 0.05 06 BEHDEIAEL Cutting Materials © 3 #iE# Very Suitable ©3E#Sutable
02 12 (13,500 2,000/ 0.16 1 |11,000 1,600 0.08 | 0.8 | 9,500 1400|006 07 |7,500 1,000/ 0.04 06 s pou B e | it | R dae | mae @ Wi | 5B | Baas
3 03 16 |12,000/1,800| 014 | 1 [10,000 1,500 0.07 08 | 8500 1,300 005 07 |7,000 | 900 | 0.03 | 06 fgona Alloysteel | uenched® | Castiron [ T ot | mme | Mapwm | AUTWSNM | copper | Resin | Graphite | Super Alloy
05 20 |10,000 1,400/ 0.12 1 | 8,000 1,100/ 0.05 08 |7,000 950 | 0.04 07 [5500| 700 | 0.02 06 ! - — -
1 25 |9,000 1,200 008 1 |7500|1,000 004 08 |6500 850 | 002 07 |5000 600 0.01 06 @ - - b e v -‘ . ¥ | &
30 |6000 800 006 1 |6500 650 | 003 08 |5500 550 | 0.02 0.7 |4,500 | 400 |0.007 06
0.1 8 |12,000/2,600| 025 14 [10,0002,100| 0.15 1.2 |8500/1,800| 0.08 1 |7,000 1,300 0.06 | 0.8 TS BSLE42 (R) T () %@ (d) 2K (L)
02 12 [12,000/2,600| 025 14 [10,000 2,100 0.15| 12 | 8500 1800|008 1 |7,000 1,300 0.06 08 Code No. Nose Radius Length of Cut Shank Dia. Overall Length
4 03 16 [10,000/2,200/ 0.17 | 1.4 | 8,000 1,800 0.1 | 12 | 7,000 1500|006 | 1 |5500 1,100] 0.05 08 52.0005.0010.28 R0.025 0.1 4 45
05 24 | 8000 1600014 14 | 6500 1,300 008 12 |5500 1100|005 1 |[4500]| 750 | 0.03 08 52.0006.0012.2B R0.03 012 4 45
1 32 | 6500 1300|008 14 |5500 1,100/ 0.04 12 |[4500|950 | 002 1 |3500 650 | 0.01/ 08 52.0007.0014.2B R0.035 014 4 45
01 15 | 9,500 2,400( 0.25 | 2.2 [ 8,000 2,000/ 0.15 2 [7,000 1,700| 0.08 16 |5500 1,200/ 0.06 1.2 52.0008.0016.2B RO0.04 0.16 4 45
5 03 20 |8,000|2000/ 018 22 | 6500 1600 01| 2 |5500 1400|007 16 |4,500 1,000/ 0.05 12 52.0010.0020.2B R0.05 02 4 45
an 40 | 5000 1200/ 009 22 | 4000 1000/ 005 2 |3500 850 |002 16 |3000 600|001 12 52.0020.0040 2B RO.1 0.4 4 45
01 12 | 8,000 2,500/ 035 27 | 6,500 2,100 018 | 25 | 5,500 1,800| 0.08 | 2 |4,500 1,300] 0.06 15 52.0030.0060.2B R0.15 06 4 45
. 8-% 18 [7.000 2200] 03 27 | 5500 1,800 018 | 25 [45500 1500 008 2 |3500 1,100 006 15 52.0040.0080.2B RO.2 08 4 45
05 24 |6,000/1,800] 02 | 27 | 5000 1500 015| 25 | 4,000 1300|007 | 2 |3000 900|005 15 52.0050.0100.2B R0.25 1 4 45
1 48 |[3000 900 | 01 27 |2500 750 | 005| 25 | 2000 650 |003| 2 |2000 450 | 002 15 52.0060.0120.2B R0.3 1.2 4 45
52.0070.0140.2B R0.35 14 4 45
52.0080.0160.2B RO4 16 4 45
% IS HRIBSERR A0 T AR R AL R AU SR B TMI 0 52.0090.0180.2B R0.45 18 4 45
% M ARBapRRHAANIIARE , ackFL@nMMIARE. S UING e00 75 BG5S = 4 il
52.0120.0240.2B R0.6 24 4 50
NI AN, ERETARCNIE. 52.0150.0300.2B R0.75 3 4 50
¥ (ERZIA NG, HECEREENSE (1) S#TEmnI. 52 0200 0400.2B R1 4 4 50
X L (B¥EE) /D (D2 ) BigsEn, @SSt aEEERNs0%ilT, WARBER0%UT. 52.0250.0500.2B R125 5 4 50
X MM SENMEHREIAR: ot EERTRs0%LT, REGEIE SR 06T 2 Ris 6 4 i
. ‘ . 52.0300.0600.2B-6 R15 6 6 50
¥ EERME, mEERRAT S EEREIEERN L, B, THEETEN SEERE. 52 0350.0700.2B R175 7 4 50
_ - _ - _ 52.0350.0700.2B-6 R175 7 6 50
3% Adjust milling conditions according to milling shape and machine type. 55 0400.0800.50.2B6 R2 8 6 50
% ap - Axial Depth of Cut, ae : Radial Depth of Cut 52.0400.0800.75.2B-6 R2 8 6 75
3 Recommend fo use oil mist coolant for machining hardened Steel. 52.0500.1000.2B-6 R25 10 6 60

# Recommend to apply helical or ramping for approaching infto axial direction.

3 Adjust feed rate 50% lower and cutting depth (ae) 30% lower for milling deep wall area when L/D exceeds 8 for stable milling.

3 For slotting, recommend reciprocating milling by adjusting feed & ap in below 50% of recommended milling condition.
3% Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
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/s #l 3% ® - - - - P 32
@ = @ Milling Series @ Milling Series k
k exion 82° 55 82° ixx5 an
27JEIKJ] 2 Flute Straight Shank Ball Nose End Mil 1HIZ%(3E Miling Parameters Recommendation

N 5 TIERE | EAFERT]
N ; B 2 Flute Segment / Straight Shank Ball Nose End Mill

- : L gﬁ] - I --
oy & [ Aluminum Alloy
SCM - SKD - S5US - HPM - N»lF
1 B 150m/min 120~150m/min m,/min 150m/min 50m/min
3. d=h5 Tolerance B g Speed
Uit &r TE | G| EAHEEE
B /. ik

D=3 0,-0.015 ﬁ;;é : N i
3<D<20 0002 Coating Kellering Flute | Helix Angle | Workpiece HRC ] ik i)
R<A e t Rev. Speed FPEI:IIng Rate| Rewv.Speed Feedmg Rate Rewv. Speed Feedmg Rate | Rev.Speed Feedlng Rate
= 0,01 CrAL ] 2 3a0° HRC=52 a. mm/min min-1 mm/min min-1 mm/min min-1 mm/min in- mm;/min
0.05 50,000 | 200 50,000 150 50,000 100 50,000 250 50,000 | 250
WANEIFE cutting Materials ©3E#% 154 Very Suitable ©i&# Suitable 01 50,000 | 400 50,000 340 50,000 200 50,000 500 50,000 | 500
) v — 02 50,000 | 630 50,000 600 50,000 630 50,000 600 50,000 | 600
M SEH Qlfﬂ’;ﬁ;g o | % | HodencdSteel | KB | Ha& | BEAe | W (MR AR | Alee 03 50,000 930 50,000 940 48 000 900 50,000 750 50000 | 750
Steel Alloy Steel |rampered Steel | C3EION | oop e | Ssoprc | Steel Alloy Al |[SopRex)| eS| Replivs || - Supec oy 04 50000 | 1,200 48,000 1,200 36,000 900 50,000 1,000 50,000 | 1,000
o | o o o o [ o o o | o | ' 05 48,000 | 1430 38,000 1.200 29,000 900 50,000 1,250 48,000 | 1,000
06 40,000 | 1430 32,000 1,200 24,000 810 50,000 1,480 40,000 | 1,080
_ _ _ 08 30,000 | 1270 24,000 1,000 18,000 670 50,000 1,900 30,000 | 1,160
O 0 e . 15 16,000 | 930 13,000 600 9,600 460 32.000 2400 16,000 | 1,200
e R2 6 4 e 2 12,000 | 930 10,000 570 7.200 450 24,000 2.400 12,000 | 1,200
25 9,600 930 8,000 560 5700 450 19,000 2400 9600 | 1,200
gggﬁgﬂ%g gg 3 8,000 930 6.400 540 4,800 450 16,000 2,400 8000 | 1,200
o5 06.00.075 28 R3 9 6 = 4 6,000 900 4,800 540 3,600 450 12,000 2,400 6,000 | 1200
£ 06.00.100 98 100 5 4,800 900 3,800 540 2,900 450 9,600 2,300 4800 | 1,150
£ 08.12.060 2B - 50 6 4,000 900 3,200 540 2.400 450 8,000 2,100 4000 | 1,050
£ 08.12.075.98 = 7 3,400 900 2750 | 540 2,050 450 6,800 | 2,000 3400 | 1,000
£ 08.12.100 2B R4 12 8 100 8 3.000 900 2400 | 540 1.800 450 6,000 2,000 3000 | 1,000
£ 08 12 150 8 120 9 2,650 900 2100 | 520 1,600 450 5300 | 2,000 2650 | 1,000
£ 10.15.075 98 o= 10 2,400 900 1,900 520 1450 450 4,800 2.000 2400 | 1,000
52.10.15.100.2B R5 15 10 100 '
52.10.15.150.2B 150 v ——~0.16xR  R<0.3 (~45HRC)
ST e E AR 15 A AT S| e e
52.12.18.100.2B R6 18 12 100 ) ~0.05xR (~55HRC)
52.12.18.150.2B 150 #13% Depth of Cut $EAe
(R: BR3L3¥42 Ball nose Radius) ~0.15xR R<0.1
~0.2xR  0.1<R<05
~03xR R>05

* AN TR R BIFIRE R60%.

¥ NEBRLMDAENE, >4DEHSREITHISEME,
* RMSHHERES.

¥ SRIEE RN R

# When sloting, reduce the feed by 60% from the above values.

# Length of overhang is 4 times Dia. as standard. When it is longer than 4 fimes Dia., adjust the conditions listed above.
3% Recommended airblow or oil mist.

# Adjust both spindle speed and feed at the same rate.
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/ A SZ P ® @ Milling Series @ Milling Series K & gf
Ké&stian 52°. 52° tion®
18I Z2%13E Miling Parameters Recommendation 2T13R 338K T] 2 Flute Deep Groove Ball Nose End Mill
271 ERZE | BENREKT] L ‘

4
2 Flute Segment / Straight Shank Ball Nose End Mill

\\—:—f* s

Copper

Material

150m/min 120™~150m/min 00m/min 150m/min 100~150m/min
covege -_- SF: o Dewe BE e

S T B - }
?ﬁﬂjgjﬂﬁ gm“ I : M1

D<3 0,-0.015 his alf iE'e B}ﬁ% E%ﬁ%&
iE % 3<D<20 0.-002 Coating Kellering — Flute | Helix Angle | Workpiece HRC
Cutter Rev. bpeed Feedlng Rate| Rew. Speed Feedlng Rate Rev. Speed Feedmg Rate | Rev.Speed Fppdmg Rate R<1 20.005
Dia. mm/min min-1 mm/min min-1 mm/min min-1 mmy/min o T CraL © 2 3a0° HRC=<52
0.05 50,000 200 50,000 150 50,000 100 50,000 250 50,000 | 250
0.1 50,000 400 50,000 340 50,000 200 50,000 500 50,000 | 500 #HNEI#¥E cutting Materials © 3% 54 Very Suitable  i&#& Suitable
02 50,000 630 50,000 600 50,000 630 50,000 600 50,000 | 600
03 50,000 930 50,000 940 48,000 900 50,000 750 50000 | 750 it A;n‘ﬁﬁ Quﬁﬁﬁ o | = Hor dbted el JeR | See | Baa | R (WK SR | Aloe
04 50,000 | 1,200 48,000 1,200 36,000 900 50,000 1,000 50,000 | 1,000 Steel oysteel | rempered steel | C3tION | (oop e Lsopre | Steel Alloy Mipy ~ [CORPeK| Hesin)|Grapoie | super Alloy
05 48000 @ 1430 38,000 1,200 29,000 900 50,000 1,250 48,000 | 1,000 o @ o o o | o | o | o | e g
0.6 40,000 | 1430 32,000 1,200 24,000 810 50,000 1,480 40,000 | 1,080
08 30,000 1,270 24,000 1,000 18000 670 50,000 1,900 30,000 | 1,160 e — p— — —_— - -
15 16,000 930 13,000 600 9,600 460 32,000 2,400 16,000 | 1,200
52.01.003.2LB 0.3 45
2 12,000 930 10,000 570 7,200 450 24,000 2,400 12,000 | 1,200 S T R0.05 = 0.07 0.085 4 T
25 9,600 930 8,000 560 5,700 450 19,000 2,400 9600 | 1,200 T - fr
3 8,000 930 6,400 540 4,800 450 16,000 2,400 8,000 | 1,200 S T RO.075 e 042 013 i ——————
4 6,000 900 4,800 540 3,600 450 12,000 2,400 6,000 | 1,200 T — —
5 4,800 900 3,800 540 2,900 450 9,600 2,300 4800 | 1,150 - = i
6 4,000 900 3,200 540 2,400 450 8,000 2,100 4000 | 1,050 T — 08 | —
7 3400 = 900 2,750 540 2050 | 450 6,800 2,000 3,400 | 1,000 T — i
8 3000 900 2,400 540 1800 450 6,000 2,000 3,000 | 1,000 02012916 RO.1 12 ! 0.16 0.18 4 P
9 2650 | 900 2,100 520 1600 | 450 5,300 2,000 2,650 | 1,000 e = ! "
10 2,400 900 1,900 520 1,450 450 4,800 2,000 2,400 | 1,000 55 02.000.9LB ) 45
52.03.008.2LB 0.8 45
¥ L 52.03.010.2LB 1 45
Mc%xn (~45HRC) A | A j 0.1%R 5203.012.2LB 12 45
BeH (ERHAG) ) 52.03.015.2LB R0.15 15 0.24 0.28 4 45
! I3& Depth of Cut $i6Ae 52.03.020.2LB 2 45
(R: 3RsL¥42 Ball nose Radius) >R0.5:0.2 xR 52.03.025.2LB 25 45
RO 2RO ¥R 5203030218 3 45
52.04.010.2LB 1 ' 45
¥ PN TSR ISR EN60%. 52 04.0152LB 15 | 45
* RSAHERES . 52.04.020.2LB 2 45
X ERIER L AR SR, 5204025 216 _—— 057 4 45
X SRR R AR R MU SR AT TN - 3 | : : e
X AR, NRRIERRE, £40TE. BEPE, 52 04.040.2LB 4 45
5 When slotting, reduce the feed by 60% from the above values. 52.04.050.2L8B 5 45
% Recommended air blow or oil mist. 52.04.060.2LB 6 45

3% Adjust both spindle speed and feed at the same rate.
¥ Use a rigid machine and chuck holder.
3% Adjust milling conditions according to the volume of depth of cut and rigidity of the machine.

68 69



/ ®13% ® S—— S / ®I 5% ®
& = @ Milling Series @ Milling Series k & =
Ké&itian 52° s 82 i eian
2713558 EKT] 2 Flute Deep Groove Ball Nose End Mill 271%58EKT] 2 Flute Deep Groove Ball Nose End Mill

L | L |
R h @d R h &d
Sy | e —— Ny e[
éD, - éD S— =
+ Bd == % dd =
3. d=h5 Tolerance 488 d=h5 Tolerance
52 o i o 00075 B | oRs Yp| mm | ses | meuses
3<D<20 0.-0.02 Coating Kellering = Flute | Helix Angle | Workpiece HRC 3<D<20 0.-002 Coating Kellering Flute  Helix Angle | Workpiece HRC
R<1 0.005 R<1 +0.005
o o CrAL o 2 30° | HRC<52 o o CrAL o 2 30° | HRC<52
WANEIFH cutting Materials © 3E% 184 Very Suitable © &4 Suitable WANEIFE cutting Materials © 3E%3E4 Very Suitable © 54 Suitable
i = : me
ﬁﬁsﬁ Ea ﬁﬁ;‘ﬂ; o ek Harﬁneﬂit&el *ﬁ}ﬂ Has lig“n‘ﬁ #H R BB = 'ﬁ%ﬁ? Ea ﬁﬁhﬁ;i . ek Harmﬁteﬂ *ﬁlﬂ Has lig‘én‘ﬁ B | WE | a8 sasse
Carbon Quenche Stainless Titanium | Alumunum : - Carbon Quenche Stainless Titanium  Alumunum : =
Steel Alloy Steel Tempered Steel Cast Iron <52hre | >52hrc Steel Alloy Alloy Copper Resin = Graphite = Super Alloy steel Alloy Steel Tempered Steel CastIron <sahre | >52hre Steal Alloy Alloy Copper | Resin | Graphite | Super Alloy
] [ s ] @ ®) [ O O @) © O (@] @ (6] (] @ . O O O . &} O

T8RS BR3LE4E (R) Bz (1) 7+ ([) B4 (d1) Az (d) £ T8RS B2 (R) Bt (1) 7+ ([) Bz (d1) Az (d) £ (L)

Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

52.05.015.2LB 15 45 52.15.060.2LB
52 05.020.2LB 2 45 52 15.080.2LB 8

52 05.030.2LB 3 45 52.15.100.2LB 10

52 05.040.2LB R0.25 4 04 046 4 45 52 15.120.2LB 12

52 05.060.2LB 6 45 52.15.150.2LB RO.75 15 ' 12 145 4 50
52 05.080.2LB 8 50 52 15.200.2LB 20 ' 60
52 05.100.2LB 10 50 52.15.250.2LB 25 ' 75
52 06.015.2LB 15 45 52 15.300.2LB 30 ' 75
52.06.020 2B 2 45 5220.080.2LB 8 50
52.06.040 2LB 4 45 5220.100.2LB 10 ' 50
52 06.060 2LB RS 6 0.1 it 4 45 5220120 2LB 12 ' 50
52.06.080.2LB 8 50 52.20.160.2LB 16 50
52.06.100.2LB 10 50 5220.200.2LB o 20 e o4 i 60
52.08.020 2LB 2 50 5220.250.2LB 25 75
52.08.030.2LB 3 50 5220.300.2LB 30 75
52.08.040 2LB 4 50 5220.350.2LB 35 75
52 08.060.2LB RO4 6 0.64 076 4 50 52 20.400.2LB 40 75
52.08.080.2LB 8 50 52 25.080.2LB 8 50
5208.100.2LB 10 50 5225.100.2LB 10 ' 50
52.08.120 2B 12 50 5225.150.2LB 15 ' 50
5210.040.2LB 4 50 52 25200.2LB 20 ' 60
52.10.060.2LB 6 50 5225.250.2LB R1.25 25 ' 2 24 6 75
52.10.080.2LB 8 50 52 25300.2LB 30 ' 75
52.10.100.2LB R0.5 10 08 095 4 50 52.25350.2LB 35 ' 75
5210.120.2LB 12 50 52 25.400.2LB 40 ' 75
52.10.150.2LB 15 50 5225450 2B 45 ' 100

70 71



K&stian®

2713589k T] 2 Flute Deep Groove Ball Nose End Mill

52

@ Milling Series
HHIZRT

e}

>52hrc

L |
R B @d
—— Nt
- ¢ S ———1 }
@d1 =
4438 d=h5 Tolerance
D=3 0,0.015 ?;i ‘mﬁﬁ_ & i M 2DiFf | EEVEER
3<D<20 0-0.02 Coating | Cleing X4 Flute | HelixAngle | Workpiece HRC
R<1 +0.005
R ;1 +0.01 CrAL o] 2 30° HRC=52
#wEIHE cutd ng Materials O 3% iE& Very Suitable © i&#& Suitable
i e
sz ae wEn | e L REM | gee | EAe | @ AW AE | mEee
Carbon Quenche Stainless Titanium | Alumunum : -
Steel Alloy Steel Tempered Steel CastIron <52hre Steel Alloy Alloy Copper Resin = Graphite = Super Alloy

BRLEEZ (R) Bt (1) 74 (1) = (d1) ez (d) 2k (L)
Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.30.100.2LB 10 50
52.30.150.2L B 15 50
52.30.200.2LB 20 60
523025021 B 25 T}
52.30.300.2LB R1S 30 24 285 6 75
52.30.350.2LB 35 T
52.30.400.2LB 40 75
523045021 B 45 100
52.40.160.2LB 16 60
52.402002LB 20 60
524025021 B 25 ¥ 55
5240.300.2LB R2 30 32 38 6 75
52.40400.2LB 40 ¥ 55
52.405002LB 50 100
52.40600.2LB 60 100
52.50.160.2LB 16 60
52.50.200.2LB 20 60
525025021 B 25 75
52.50.300.2LB R25 30 4 48 6 75
5250400218 40 75
52.50.500.2LB 50 100
52.50.600.2LB 60 100
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PIEIZ%(3E Miling Parameters Recommendation

27135 8BKT]
2 Flute Deep Groove Ball Nose End Mill

BB R
Workpiece Material
B | %
Effective |Feading Rate | Rev.Speed

Length mm mma’min; min-1
02 2 0.003 | 0.005 120 | 40,000| 0.002 | 0.005 100 |40,000 | 0.002 | 0.003 70 | 40,000
0.05 0.3 3 0.003 | 0.005 100 | 40,000 | 0.002 | 0.005 70 | 40,000 . 0.002 . 0.003 50 | 40,000
0.5 5 0.002 | 0.003 70 |40,000| 0.001 | 0.003 50 |40,000 @ 0001 @ 0.002 30 40,000
03 2 0.003 | 0.005 180 | 40,000 | 0.002 | 0.005 150 | 40,000 0002 0003 100 | 40,000
0.075 05 33 0.003 | 0.005 150 | 40,000 0.002 | 0.005 120 | 40,000 . 0.002 . 0.003 70 | 40,000
1 6.7 0.002 | 0.003 70 | 40,000 0.001 | 0.003 50 |40,000 0.001 0.002 30 | 40,000
0.3 1.5 0.01 0.01 350 | 40,000 0.006 | 0.005 300 |40,000 #0003 @ 0.003 200 |40,000
05 25 0.008 | 0.01 320 | 40,000 | 0.005 | 0.005 280 | 40,000 . 0.003 . 0.003 180 | 40,000
0.75 3.8 0.005 | 0.01 280 |40,000| 0.003 | 0.005 200 |40,000 'K 0002 0003 150 | 40,000
1 5 0.003 | 0.005 250 | 40,000 | 0.002 | 0.003 160 | 40,000 0.001 0.002 120 | 40,000
1.25 6.3 0.003 | 0.005 180 |40,000| 0.002 | 0.003 140 | 40,000 . 0.001 . 0.002 100 |40,000
01 1.5 i) 0.003 | 0.005 150 | 40,000 | 0.002 | 0.003 120 | 40,000 0.001 0.002 80 | 40,000
1:Fa 8.8 0.002 | 0.003 120 | 40,000 | 0.001 | 0.002 100 |40,000 | 0.001 | 0.002 60 |40,000
2 10 0.002 | 0.003 100 | 40,000 | 0.001 | 0.002 80 | 40,000 . 0.001 . 0.001 50 | 40,000
25 125 0.001 | 0.002 70 |40,000| 0.001 | 0.001 60 [40,000 @ 0.001 @ 0.001 40 | 40,000
3 15 0.001 | 0.001 50 | 40,000 0.001 @ 0.001 40 40,000 @ 0.001 @ 0.001 30 | 40,000
05 1.7 0.01 | 0.015 350 | 40,000 0007 | 0.01 300 |40,000 . 0.003 . 0.005 280 | 40,000
0.6 2 0.007 | 0.01 350 | 40,000 | 0.005 | 0.007 300 |40,000 0003 0005 250 | 40,000
0.75 25 0.007 | 0.01 330 | 40,000 0.005 | 0.007 280 |40,000 | 0003 @ 0.005 230 |40,000
1 33 0.007 | 0.01 320 | 40,000 | 0.005 | 0.007 250 | 40,000 . 0.003 . 0.005 200 | 40,000
1.25 42 0.005 | 0.007 280 |40,000| 0.003 | 0.005 200 |40,000 | 0002 0.003 160 |40,000
0.15 1.5 5 0.005 | 0.007 230 | 40,000 | 0.003 | 0.005 180 | 40,000 0.002 0003 120 | 40,000
1:Fa 58 0.003 | 0.005 180 | 40,000 | 0.002 | 0.003 150 | 40,000 . 0.002 . 0.002 100 | 40,000
2 6.7 0.003 | 0.005 150 | 40,000 | 0.002 | 0.003 120 40,000 0.002 0.002 90 | 40,000
225 75 0.002 | 0.003 120 | 40,000| 0.001 | 0.002 100 |40,000 | 0.001 @ 0.001 80 40,000
25 8.3 0.002 | 0.003 100 | 40,000 | 0.001 | 0.002 80 | 40,000 . 0.001 . 0.001 70 | 40,000
3 10 0.001 | 0.003 80 |40,000| 0.001 | 0.002 70 |40,000 0001 0.001 60 |40,000
35 1.7 0.001 | 0.002 70 | 40,000 0.001 @ 0.001 60 |40,000 0001 0001 50 40,000
4 13.3 0.001 | 0.002 60 |40,000| 0.001 | 0.001 50 | 40,000 ‘ 0.001 . 0.001 40 | 40,000
05 1.3 0.03 0.05 800 | 40,000 0.03 0.03 720 |40,000 0009 0.02 580 | 40,000
08 2 0.02 0.05 800 | 40,000 0.02 0.03 720 |40,000 0008 0.02 580 | 40,000
1 25 0.02 0.05 800 | 40,000 | 0.02 0.03 720 | 40,000 ‘ 0.008 . 0.02 580 | 40,000
1.5 3.8 0.01 0.03 620 |40,000| 0.01 0.02 500 |40,000 0005 0.01 400 |40,000
02 2 5 0.01 0.02 500 | 40000 0.01 0.01 380 |40,000 0005 0.007 300 | 40,000
25 6.3 0.007 | 0.01 420 | 40,000 | 0.005 | 0.007 300 | 40,000 . 0.003 . 0.005 260 |40,000
3 i) 0.007 | 0.01 300 | 40,000 0.005 | 0.007 240 |40,000 0.003 0.005 200 | 40,000
35 8.8 0.005 | 0.007 230 | 40,000 | 0.003 | 0.005 160 |40,000 | 0.002 | 0.003 120 | 40,000

73



/s # 3% ® i Ser i Ser /s 3% ®
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271 R EEKT] 271 R BEKT]
2 Flute Deep Groove Ball Nose End Mill 2 Flute Deep Groove Ball Nose End Mill

HAIEIH R PR
i - rdened Steel
Workpiece Material SKDE1 - STAVAX - HPM-38 (“S2HRC)

iz EELGS Ktk

4 10 0005 0005 | 160 |30000 0003 | 0003 | 120 | 30,000 | 0002 | 0.003 | 90 | 30,000 2 | 25 01 | 015 | 2,000 |40000| 007 | 01 |1600 40000 | 005 | 01 | 1,200 |30,000

- 45 113 | 0003 0005 | 100 30,000 0002 | 0003 80 30,000 0001 0002 | 60 30,000 3 38 01 | 015 | 2000 40000 007 | 01 |1600 40000 005 | 005 | 1200 30,000
125 | 0002 0003 | 70 (30000 0001 | 0002 50 | 30,000 | 0.001 | 0002 | 40 |30000 4 5 005 | 01 | 1600 40,000 005 | 0.05 | 1200 40,000 003 | 0.05 | 860 |30,000

15 0001 0002 | 50 |30,000 0001 0001 40 30000 | 0.001 0001 | 30 | 30,000 5 6.3 005 | 005 | 1,600 40,000 003 | 005 | 1,000 40,000 002 | 003 | 620 |30,000

1 2 003 = 005 | 1,000 40,000 002 | 003 & 860 | 40,000 | 0.01 | 002 | 650 |40,000 04 6 75 003 | 005 | 1200 |30000| 002 | 003 | 760 | 30000 | 001 | 002 | 560 |25000

15 3 002 005 | 850 40000 001 | 003 | 720 40,000 0007 | 002 | 520 40,000 7 8.8 002 | 003 | 1,000 30,000 001 | 002 | 680 30,000 0007 | 0.01 | 520 |25000

2 4 002 003 | 720 40,000 001 | 002 650 | 40,000 | 0.007 | 001 | 400 |40,000 8 10 001 | 002 | 820 |30,000| 0.007 | 0.01 | 600 30,000  0005| 0.01 | 480 |25000

25 5 001 002 | 600 40,000 0007 001 530 40,000 | 0005 0007 | 360 | 40,000 10 125 | 0005 | 0005 | 450 |25000| 0.003 | 0.003 | 380 25000 0002 | 0.003 | 320 20,000

3 6 001 002 | 500 40,000 0007 | 001 & 420 | 40,000 | 0.005 | 0.007 | 320 |40,000 12 15 0.003 | 0.005 | 320 20,000  0.002 | 0.003 | 260 20,000 | 0.002 | 0.002 | 200 |20,000

35 7 0007 001 | 420 40,000 0005 0007 360 40000 | 0.003  0.005 280 | 40,000 2 22 01 | 02 | 2200 40,000/ 008 | 015 | 1,800 30,000 006 | 0.1 | 1,300 |30,000

095 4 8 0007 001 | 350 [40,000 0005 0007 300 40,000 | 0.003 | 0.005 | 260 |40,000 i 4 44 005 | 012 | 1800 |40000| 004 | 008 | 1400 | 30,000 | 003 | 005 | 900 |25000
45 9 0.005 0005 | 300 40,000 0003 0003 260 40000 | 0.002  0.003 & 220 | 40,000 6 67 0035 | 005 | 1200 30000 0025 0035 800 25000 0015 | 0.025 | 600 |20,000

5 10 0005 0005 | 240 [33,000 0003 0003 200 33000 | 0.002 | 0.003 | 180 |33,000 8 8.9 0.025 | 004 | 1,000 30000 0015 | 0.025 | 700 23,000 | 0.008 | 0.015 | 500 |20,000

55 1 0003 0005 | 200 30,000 0002 0003 160 30,000 | 0.001 0002 @120 | 30,000 2 2 01 | 03 | 2500 40,000 0.1 02 | 2000 30,000 008 | 01 | 1400 |25000

12 0002 | 0003 | 120 |30,000 0001|0002 80 |30000 | 0001 | 0002 | 70 |30,000 25 25 01 | 03 |2500 [40,000 0.1 02 | 2000 30,000 | 0.08 | 01 | 1,400 |25000

16 0002 0002 | 75 |30,000 0001| 0002 60 30,000 | 0.001 | 0.002 | 50 30,000 3 3 01 | 03 | 2500 40,000 0.1 02 | 2000 30000 | 008 | 01 | 1400 |25000

10 20 0001 0002 | 40 [20,000 0001 0002 30 20000 | 0.001 | 0.001 | 20 |20,000 4 4 01 | 02 |2500 40,000/ 005 | 0.15 | 1,800 30,000 | 005 | 0.1 | 1,200 |25000

1 1.7 005 01 | 1,400 40,000 003 @ 006 1000 40000 @ 002 A 005 | 720 | 30,000 5 5 005 | 015 | 2000 30,000 004 | 01 | 1600 25000 003 | 005 | 920 |20,000

15 25 005 | 01 | 1400 |40000 003 | 006 | 1000 40000 | 002 | 005 | 720 30,000 6 6 005 | 01 | 1,800 30,000/ 004 | 005 | 1200 25000 002 | 0.05 | 740 |20,000

2 33 005 = 01 | 1400 |40000 003 | 006 1000 40000 002 | 005 | 720 30,000 7 7 004 | 006 | 1200 30,000 003 | 004 | 950 25000 002 | 003 | 680 |20,000

25 42 003 @ 005 | 1,200 40,000 002 | 004 840 | 40000 | 0.02 | 003 | 640 |30,000 8 8 004 | 006 | 1,000 30,000/ 003 | 004 | 80 25000 002 | 003 | 560 |20,000

3 5 003 005 | 1200 40,000 002 004 840 40000 | 002 @003 | 640 30,000 05 9 9 003 | 005 | 820 25000 002 | 003 | 750 20,000 001 | 002 | 500 |18,000

35 58 002 003 | 1,000 40,000 001 | 003 & 620 40,000 | 0.01 | 002 | 480 |30,000 10 10 003 | D05 | 750 |25000| 002 | 003 | 620 20,000 001 | 002 | 450 |18,000

4 6.7 002 003 | 1,000 40000 001 003 620 40000 | 001 @ 002 | 480 | 30,000 12 12 001 | 003 | 600 | 20,000 0007 @ 002 | 520 18,000 A 0.005| 001 | 400 |16,000

03 45 75 002 003 | 900 |35000 001 002 580 | 35000 | 0.008 | 0015 | 430 |30,000 13 13 0.008 | 002 | 500 20,000 0.005 | 0.01 | 420 18,000 | 0.003 | 0.006 | 350 |16,000
5 8.3 001 002 | 720 30,000 0007 0015 500 30,000 0007 001 | 400 30,000 14 14 0.005 | 001 | 420 20,000 0003 | 0007 360 18,000  0.002 | 0.005 | 320 |16,000

55 92 001 0015 | 700 |30,000 0007 001 450 | 30,000 | 0.005 | 0.008 | 360 |30,000 16 16 0.005 | 0.005 | 300 | 18,000 0.003 | 0.005 | 250 16,000 | 0.002 | 0.003 | 200 |14,000

6 10 0007 001 | 500 |30,000 0005 0007 380 30000 | 0.004 0006 320 | 30,000 18 18 0.003 | 0.005 | 180 | 18,000 0002 | 0005 A 120 16,000 K 0.002 | 0.002 | 85 |14,000

7 117 | 0005 0007 | 400 |25000| 0003 | 0005 300 | 25000 | 0.003 | 0.003 | 260 | 20,000 20 20 0.003 | 0.003 | 100 | 16,000 0.002 | 0.003 | 75 14,000 | 0.002 | 0.002 | 60 |12,000

8 133 | 0003 | 0005 | 320 25000 0003 0003 260 25000 | 0.002 | 0003 | 220 20,000 22 22 0002 | 0003 | 50 | 14,000 0002 | 0002 | 40 12,000 0001 | 0.002 | 35 10,000

9 15 0003 0003 | 280 [25000 0003 0002 220 25000 | 0.001 | 0.002 | 160 |20,000 24 2 01 | 03 |2500 30,000 0.1 02 | 2000 30,000 | 005 01 | 1,600 |25000

10 167 | 0002 0003 | 150 20000 0002 | 0002 120 20000 | 0.001 | 0002 | 100 | 18,000 4 33 01 | 02 | 2500 30,000 007 | 02 |2000 30000 | 005 | 01 | 15600 25000

12 20 0002 0002 | 80 |20,000 0002| 0002 | 60 20000 | 0.001 | 0.002 | 50 | 18000 6 5 007 | 01 |2000 30,000/ 005 | 01 | 1,600 25000 003 | 0.07 | 1,200 |20,000

2 29 007 @ 01 | 1600 |40000 005 | 008 1300 40000 @003 | 007 | 1,000 30,000 8 6.7 005 | 01 | 1600 30,000 003 | 007 | 1200 25000 002 | 005 | 920 |20,000

4 57 004 006 | 1,300 40,000 003 | 004 820 | 40,000 | 0.015 002 | 600 |30,000 06 10 8.3 003 | 007 | 1200 20,000/ 002 | 005 | 860 20,000 001 | 003 | 680 |18,000

% 6 8.6 001 003 | 800 30,000 001 0015 500 30,000 0006 001 | 420 25000 12 10 002 | 005 | 80 20000 001 | 003 | 620 20,000 0007 | 0.02 | 480 |18,000
8 114 | 0006 001 | 520 |25000 0.005| 0.006 | 380 20,000 | 0.004 | 0.006 | 250 20,000 14 17 002 | 003 | 600 | 18000 001 | 002 | 400 18,000 | 0.005| 0.01 | 300 |16,000
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27137588k T] 2713 Bk T]
2 Flute Deep Groove Ball Nose End Mill 2 Flute Deep Groove Ball Nose End Mill
WK R IR WK R
Workpiece Material SKDE1 - STAVAX - HPM-38 (~S2HRC) Workpiece Material

iz B ; iz E ; ] B |

Cutter | Effective Feeding Rate | Rev.Speed Feedng Rae | Rev.Spee Effective Feedng Raie | Rev.Spee _ |Feading Ree | Rev.Speed

Dia. | Length mm/min| min-1 | mm |[mm/min| mi Length | mi in| min-1

06 16 133 | 001 | 002 | 350 |16000 0005 | 001 | 250 | 16,000 | 0.003 | 0.007 | 130 | 14,000 8 32 025 | 03 |2600|20000| 015 | 03 | 2100 | 20,000 | 012 | 025 | 1,800 | 18,000
8 57 012 = 02 |2500 |30000 008 | 015 1800 20000 003 | 008 | 1,000 20,000 10 4 02 | 03 | 2500 20000 015 | 02 | 2000 | 20000 01 015 | 1,600 | 18,000

07 12 86 007 | 012 | 1,400 |20000 004 | 008 | 1,00 | 18000 | 0.015 | 005 | 700 | 18,000 15 6 01 | 02 |2000 |18000| 007 | 015 | 1,600 | 16,000 | 005 | 01 | 1200 | 14,000
16 114 | 002 005 | 700 |17,000 001 | 003 600 17,000 | 0.008 | 002 | 450 16,000 125 20 8 007 | 015 | 1,500 | 16000 005 | 01 | 1200 | 14000 003 005 | 1,000 | 10,000
3 2 015 | 03 |3000 |30000 01 | 03 | 2500 30000 | 01 | 02 | 2000 25000 25 10 005 | 01 | 1000 |14000| 003 | 007 | 85 |412000 | 002 | 003 | 720 | 8000
4 27 015 | 03 |3000 |30000 01 | 03 2500 30000 | 01 | 02 | 2000 25000 30 12 003 | 007 | 720 |12000| 002 | 005 | 640 | 10000 001 002 | 580 | 7,000
6 4 015 | 02 |3000 |30000 01 | 02 | 2000 30000 | 01 | 01 | 1,600 25000 35 14 002 | 003 | 450 |10000| 001 | 002 | 400 | 8500 | 0.007 | 001 | 320 | 6,200
8 53 01 | 02 | 2500 25000 005 02 | 1600 25000 005 | 01 | 1200 20,000 [ & 2 02 | 08 | 3000 |20000| 02 | 06 |2500 |18000 02 = 05 | 2,000 | 14,000
10 6.7 01 | 01 |2500 |25000 005 | 01 | 1200 25000 | 005 | 005 | 860 | 20,000 8 27 02 | 08 |3000 |20000] 02 | 06 |2500 18000 02 | 05 | 2,000 | 14,000
12 8 005 01 | 1,800 |20000 003 | 01 | 920 20000 | 002 | 005 | 780 18,000 10 33 02 | 06 |2500 |20000| 02 | 04 |2000 18000 01 03 | 1,500 | 14,000

075 14 93 005 | 007 | 1200 |20000 003 | 005 @ 820 20000 | 002 | 003 | 650 | 18,000 12 4 02 | 06 |2500 |20000| 02 | 04 |2000 18000 01 | 03 | 1,500 | 14,000
16 107 | 003 005 | 720 |18000 002 | 003 650 18000 | 001 | 002 | 580 16,000 14 47 01 | 04 |2000 18000| 01 | 03 |1600 16000 01 02 | 1200 | 12,000
18 12 002 | 004 | 550 |16000 0012 | 0025 @ 400 | 16,000 | 0.008 | 0.015 | 400 | 14,000 15 16 53 01 | 04 |2000 |18000| 01 | 03 | 1600 | 16000 01 | 02 | 1,200 | 12,000
20 133 | 001 003 | 450 16000 001 | 002 360 16000 | 0.007 | 001 | 300 14,000 20 6.7 01 | 03 | 1600 18000 01 | 02 | 1200 | 16000 01 01 | 960 |12,000
2 147 | 001 | 002 | 330 |14000 001 | 001 | 250 | 14000 | 0.007 | 0.007 | 200 | 12,000 25 83 01 | 02 | 1200 |16000| 007 | 015 | 920 | 14000 @ 005 | 007 | 800 |10,000
30 20 | 0005 0005 | 80 |10000 0003 | 0005 60 10,000 | 0.003 | 0.003 | 40 | 8000 30 10 007 | 01 | 750 |14000| 005 | 007 | 640 | 12000 003 005 | 600 | 8600
8 5 01 | 02 |2500 |25000 007 | 015 | 2000 20000 | 005 | 041 | 1,600 18,000 35 117 | 005 | 01 | 620 |12000| 003 | 007 | 500 | 10,000 002 | 005 | 420 | 7,200

- 12 75 007 = 01 | 1,800 |20000 005 | 0.07 1500 16000 | 003 | 005 | 1,200 14,000 40 133 | 003 | 007 | 450 |10000| 002 | 005 | 320 | 8200 001 003 | 260 | 6400
16 10 003 | 005 | 720 |16000 002 | 0.03 | 600 | 14000 | 0.015 | 002 | 480 | 12,000 15 43 025 | 1 |3000|20000| 015 | 05 |2300|16000 | 013 | 04 | 1500 |14,000
20 125 | 001 003 | 500 14000 001 | 002 & 380 12000 | 001 | 001 | 300 10,000 20 57 018 | 06 | 2500 18000, 01 | 03 | 1800 | 15000 01 02 | 1200 | 12,000
3 15 02 | 05 |3000 25000 02 | 05 | 2500 25000 | 045 | 03 | 2,000 20,000 25 71 012 | 035 | 1,800 |16000| 01 | 02 | 1600 | 14000 | 006 | 0.12 | 1,000 | 10,000
4 2 02 | 05 |3000 25000 02 | 05 2500 25000 015 | 03 | 2,000 20,000 175 30 86 01 | 025 | 1500 |14000| 007 | 015 | 950 | 11,000 005 008 | 800 | 9,000
6 3 02 | 05 |2500 25000 02 | 03 | 2000 25000 | 015 | 03 | 1,600 20,000 35 10 008 | 02 |1200|13000| 007 | 012 | 800 | 10000 | 003 | 006 | 650 | 7,500
8 4 02 | 03 |2000 20000 01 | 02 1600 18000 01 | 02 | 1200 16,000 40 114 | 007 | 01 | 800 |11,000| 004 | 007 | 720 | 9000 002 005 | 450 | 7,000
10 5 01 | 03 |2000 18000/ 01 | 02 | 1600 16000 | 01 | 01 | 1,200 14,000 45 129 | 006 | 007 | 700 |10,000| 0035 | 005 | 600 | 7,500 | 0015 003 | 320 | 6,000
12 6 01 | 02 | 1600 16000 01 | 01 | 1200 14000 005 | 01 | 940 12000 8 2 03 | 15 | 3000 20000 02 | 08 |2500 | 16000 02 = 06 | 2,000 | 12,000
13 65 008 | 02 | 1,600 |16000 006 | 01 | 1200 14000 | 0.04 | 008 | 940 | 12,000 10 25 03 | 15 |3000 |20000| 02 | 08 |2500 16000 02 | 06 | 2,000 |12,000

1 14 7 007 015 | 1,600 |16000 005 | 008 1200 14000 | 003 | 007 | 940 12,000 12 3 03 | 15 |3000 |20000| 02 | 08 |2500 16000 02 06 | 2,000 | 12,000
16 8 007 | 015 | 1,600 |16000 005 | 0.08 | 1200 14000 | 003 | 007 | 940 | 12,000 14 35 03 | 15 |3000 |20000| 02 | 08 |2000 | 16000 02 | 06 | 1,600 | 12,000
18 9 005 01 | 1400 |14000 003 | 005 1000 12000 | 002 | 003 | 850 10,000 15 38 03 | 15 |3000 |20000| 02 | 08 |2000 16000 02 06 | 1600 | 12,000
20 10 005 | 01 | 1,000 |14000 003 | 005 | 820 | 12000 | 002 | 003 | 720 | 10,000 20 5 02 | 1 | 2400|16000] 01 | 06 |1800 | 14000 01 | 04 | 1400 |10,000
2 11 003 008 | 850 |14000 002 | 006 700 12000 | 002 | 002 | 600 10,000 2 25 63 02 | 08 | 1600 |16000| 01 | 04 |1200 | 14000 01 02 | 1,000 | 10,000
25 125 | 003 | 005 | 680 |12000 002 | 003 | 560 | 10,000 | 0.01 | 002 | 420 | 8500 30 175 01 | 03 | 1600 |14000| 007 | 02 |1200 | 10,000 005 | 015 | 1,000 | 8200
30 15 002 003 | 360 |12000 001 | 002 300 10000 | 0.008 | 001 | 240 8500 35 838 01 | 02 | 1200 14000| 007 | 045 | 1000 | 10,000 005 01 | 820 | 8200
35 175 | 001 002 | 150 |10000 0007 | 001 | 120 | 8000 | 0.005 | 0.007 | 100 | 6,800 40 10 007 | 015 | 1200 |12,000| 005 | 01 | 1000 | 8600 | 0.03 007 | 820 | 63800
40 20 | 0005| 001 | 100 |10000 0003 | 0005 80 | 8000 | 0.002 | 0003 | 50 | 6,800 45 113 | 007 | 01 | 750 |12000| 005 | 007 | 620 | 8600 003 005 | 500 | 6800

125 6 24 03 | 04 |2800 |20000 02 | 05 | 2300 20000 | 015 | 04 | 2,000 18,000 50 125 | 005 | 008 | 550 |10000| 003 | 005 | 500 | 7,500 & 002 @ 003 | 420 | 5500
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27035 BEKT]
2 Flute Deep Groove Ball Nose End Mill

10 3 03 | 15 3000 18000 02 | 12 |2500 | 12,000| 02 | 07 | 2000 | 9,200
15 3 03 15 3000 (18000 02 | 12 | 2500 | 12000| 02 | 07 | 2000 | 9200
20 4 03 12 | 3,000 15000 0.2 1 2,000 | 10,000 | 015 | 05 | 1,600 | 8000 OTBETET] P8O
25 R0 i 2 Flute Segment Square End Mill
25 5 02 1 2,500 15000 015 | 08 | 1,800 @ 8600 | 0.1 03 | 1,200 | 7.200 q
! ! 271 BT R E T TIVIHISE P81-83
30 6 02 | 08 | 2000 | 12,000 015 | 05 | 1,500 | 7,600 | 0.1 02 | 860 | 6400 Milling Parameters of 2 Flute Straight Shank End Mil & 2 Fluie Segment Square End Mil
+ SER MY
40 8 01 | 02 1200 10000 007 | 015 | 1000 | 6800 | 005 | 01 | 650 | 5500 g?&gﬂiﬂm i P84-85
10 17 03 2 i 3,000 16000| 03 12 | 2500 | 8000 | 02 1 i 2,000 | 7,000 2T R AFETIIEI S # P86-87
T Milling Parameters of 2 Flute Deep Groove Square End Mill
15 25 03 2 3000 16000 03 | 12 |2500 | 8000 | 02 1| 2,000 | 7,000 ATIBRETT] P8
20 33 03 2 | 3000 16000 03 | 12 |2500 8000 02 1 | 2,000 | 7,000 ji %uteﬁs*%gquenjt] Square End Mill o
25 42 03 15 3,000 | 16,000 02 1 2,000 | 8,000 | 0.15 0.7 1,500 | 7,000 4 Flute Straight Shank Square End Mill
[ [ ' [ ' ATIE MR EF NIYIEISE P90-91
3 30 5 02 15 | 3,000 14000 02 1 2,000 | 7,200 | 015 | 07 | 1,500 | 6,500 Ml Parammctrs o 4 e Straght Stark Exd M1 & 4 FlleS SqiarcExdNl
35 58 02 12 | 2400 |13000 017 | 08 | 1,600 | 6800 | 012 | 05 | 1,200 | 5800 ATIRBET] P92-93
[ 4 Flute Deep Groove uare End Mill
40 6.7 02 1 | 1.800 | 12000 015 | 06 | 1200 | 6400 | 01 | 04 | 1,000 | 5200 ATIRAE TGS P94-95
50 83 0.1 06 | 1,200 8200 0. 03 860 | 4,800 | 0.05 | 02 | 620 | 4,000 g%ggg;%ﬁ of 4 F'"“"- Deep Groove Square End Mill Poi6
60 10 007 | 03 | 600 | 6,000 | 005 | 015 | 450 | 3200 | 003 | 007 | 300 | 2,500 6 Flute Straight Shank Square End Mill
671 EAR-F TIVIRI S #1 P97
Milling Pflrarmters 6 Flute Straight Shank End Mill
S YA BMapRRMARNIARE , acRmiUE , RIS, 2TVNEARTIEIAT) P98
X SRS R B B R AR AT R EEERT] P99
4 4 Flute Segment Comer Radius End Mill
X RBUABNNERIEN TR, £ETEREHTE . SEHBE., 2711471 = E B TIHI S5 P100
y Milling Parameters of 2 Flute /4 Flute Segment Comer Radius End Mill
H - -
TREHERFEETHES AT EIRERT] P100-103
4 Flute Straight Shank Comer Radius End Mill
5% Depth of Cut: ap=Axial Depth of Cut/ ae=Radial Depth of Cut. 471 EREE TIEI &4 P104
L Milling Parameters of 4 Flute Straight Shank Comer Radius End Mill
3% We recommend using oil mist coolant. 2TIRAEE T] P105-106
3% Adjust both spindle speed and feed at the same rate. %%ﬂ% Q%epgﬁ%mgtj&rgﬂus End Mill
I . ) - . ] i 4] |2 | P107-108
% Adjust milling conditions according to the volume of depth of cut and rigidity of machine. Milling Parameter of 2 Flute Deep Groove Comer Radius End Mill
5 Length of tool overhang must be as short as possible. 4TI RAEET] P109-117

4 Flute Groove Comer Radius End Mill

ATIR BRI B TIIHI S5 P118-119

Milling Parameter of 4 Flute Deep Groove Comer Radius End Mill

671 EMREIRT] P120-121
6 Flute Straight Shank Comer Radius End Mill

67 B4R 2 8 T VIHI S5 P122

Milling Parameters of 6 Flute Straight Shank Comer Radius End Mill

271 FEZEBKT] P123
2 Flute Segment Ball Nose End Mill

271 E Bk T] P124
2 Flute Straight Shank Ball Nose End Mill

27) Eg Z N E Bk T VIEIS 1 P125

Milling Parameters of 2 Flute Segment/ Straight Shank Ball Nose End Mill

27) R ABKT] P126-129
2 F!ute Deep Groove Ball Nose End Mill

71 RAFR T VIR S 5L P130-134

Mltlmg Parameters of 2 Flute Deep Groove Ball Nose End Mill

Bk ERE, EEAITEMEE!

— Top Performance, Competitive Price!
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271EEZET] 2 Flute Segment Square End Mill {18IZ%{3E Miling Parameters Recommendation
- | 2TEREFT] /2T EWIET]

@d

9 _ s \ 2 Flute Segment Square End Mill / 2 Flute Straight Shank Square End Mill
. —
R ] ;ﬁmﬁmﬁ wm Carbon Steel %ﬁﬁ] Alloy Steel
Workpiece Material S50C SCM * SKD * SUS

—

jm— —

T R T m/in fin| Aerom | sprom
flgs | FRE st fgE | FRiE

BE ‘ 7 _ 7 =4 Siotti | Side Milling ing | Side Milling | Side Milling

T — R . S,f::ng % Wl Nilke % e Mi,,ing_%__ o Hﬁi,e wuﬂgﬁi 0.1 5080 | 50000 25 | 0.005 0.005 | 50-70 | 50000 15 | 0.005 0.005

. i 02 50.80 | 50000 40 | 001 001 | 5070 50000 2 | 001 0.01

3<D<20 0002 3 o © © 2 30° HRC<65 03 50-80 | 50000 100 | 50 | 0015 | 06 |0015 | 5070 50000 | 90 | 35 |0015| 06 | 0015

04 50.80 | 50000 150 = 75 | 002 | 08 | 002 | 5070 47700 | 130 | 50 | 002 | 08 | 002

WAIEIFE Cutting Materials © %384 Very Suitable © & Suitable 05 50.80 | 41401 170 | 85 | 0025 | 1 | 0075 | 5070 | 38200 | 130 | 50 | 0025 | 1 | 0025

o b P : 06 5080 | 34501 170 = 8 | 003 | 12 | 009 | 5070 31847 | 130 | 50 | 003 | 12 | 003

B & ot et LS B SRR e P il B i 07 5080 | 29572 | 180 | 90 | 0035 | 14 | 0105 | 5070 | 27298 | 140 | 50 | 0035 | 14 | 0035

Steel Aloysteel | rempered steel | 11" | <ssrc | ssshre | Steel Alloy | " Alloy | Copper| Resin | Graphite | Super Alloy 08 50.80 | 25676 180 90 | 004 | 16 | 012 | 5070 | 23885 140 | 50 | 004 | 16 & 004

0 o 0 o o o P o @ 09 50-80 | 23001 | 200 | 95 | 0045 | 18 |0135 | 50-70 | 21231 | 145 | 50 | 0045 | 18 | 0045

- 1 50.80 | 20701 210 = 100 | 007 | 2 | 045 | 5070 19108 | 150 | 55 | 005 | 2 | 005

e epo vy e e 15 50.80 | 13800 210 | 100 | 0105 | 3 | 0.75 | 5070 | 12739 | 150 | 55 | 0075 | 3 | 0075

T e o . o 25 5080 | 8280 | 250 | 120 | 0175 | 5 | 125 | 5070 | 7643 | 180 | 65 | 0425| 5 | 0125

T T = = = 3 5080 6900 | 280 140 | 045 | 6 | 15 | 5070 6369 | 190 | 70 | 015 | 6 | 015

T e i . v 4 50.80 | 5175 | 300 | 160 | 06 | 8 3 [5070 4777 | 190 | 70 | 02 | 8 | 02

65.0008.0016 2F 008 0.16 4 45 I IR i U O e, R e R | LU T T U [

65.0009.0018.2F 0.09 018 4 45 g e | su0 | 940 | U0 L 08 | A | 43 (0 foies | sl L G | 0 | @] 0d

£5.0010.0020 9F o 03 s i 8 5080 | 2588 320 160 | 12 | 16 | 6 |5070 2389 | 240 | 75 | 04 | 16 04

e s - - . 10 5080 | 2070 | 300 | 150 | 15 | 20 | 75 | 5070 | 1911 | 230 | 75 | 05 | 20 | 05

S - - - - 12 5080 | 1725 270 140 | 18 | 24 | 9 | 5070 1592 | 220 | 70 | 06 | 24 | 06
65.0025.0050-2F 0.25 05 4 45
65.0030.0060.2F 03 0.6 4 45
65.0035.0070.2F 0.35 07 4 45
65.0040.0080 2F 04 0.8 4 45
65.0045.0090 2F 045 0.9 4 45
65.0050.0100.2F 05 1 4 45
65.0055.0110.2F 0.55 11 4 45
65.0060.0120 2F 0.6 12 4 45
65.0065.0130 2F 0.65 13 4 45
65.0070.0140 2F 07 14 4 45
65.0075.0150.2F 0.75 15 4 45
65.0080.0160.2F 0.8 16 4 45
65.0085.0170 2F 0.85 17 4 45
65.0090.0180.2F 0.9 18 4 45
65.0095.0190 2F 0.95 19 4 45
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18I Z%13E Milling Parameters Recommendation {18IZ%{3E Miling Parameters Recommendation

27)EREFTI/2T)EWRFET] 2T EFTI2TJEWRFET]
2 Flute Segment Square End Mill / 2 Flute Straight Shank Square End Mill 2 Flute Segment Square End Mill / 2 Flute Straight Shank Square End Mill

B E 18 5 Quenched&Tempered Steel ZENSH Hardened Steel FEIMER §7 Copper
Workpiece Material HPM = NAK SKD61 (“52HRC) Workpiece Material PP

F F F F i i
| i e | spmm | i) i e | sprm | CE T T ML e T
fuse |

Ve mymia Fill it [ Frl
Sloming | Side Milling | Side Milling | Slotting Side Milling Slotting Side Milling Side Milling Slotting
0.1 40-60 | 50000 20 0.005 0.005 | 20-40 H 50000 | 15 0.002 0.005 0.1 60-80 50000 60 25 0.02 | 0.2 0.01
02 40-60 | 50000 30 0.01 0.01 20-40 47700 20 0.004 0.01 02 60-80 50000 90 35 0.04 04 0.02
0.3 40-60 | 50000 85 | 40 0.015 06 | 0.015 | 2040 _| 31847 | 20 0.006 0.015 0.3 60-80 50000 150 60 0.06 | 0.6 0.03
04 40-60 | 47700 | 110 55 0.02 0.8 0.02 | 2040 23885 50 25 0.008 0.8 0.02 04 60-80 50000 200 80 0.08 0.8 0.04
0.5 40-60 | 38200 | 110 | 55 0.025 1 0.025 | 2040 | 19108 | 60 30 0.01 1 0.075 0.5 60-80 44586 220 90 0.1 | 1 0.2
0.6 40-60 [212314| 110 55 0.03 1.2 003 | 2040 15924 60 30 0.012 1.2 0.09 0.6 60-80 37155 230 95 012 12 024
0.7 40-60 [ 181984 | 120 | 55 0.035 14 | 0035 | 2040 | 13649 65 35 0.014 14 0.105 07 60-80 31847 240 95 0.14 14 0.28
08 4060 |159236| 120 55 | 004 | 16 | 004 | 2040 11943 65 | 35 | 0016 | 16 | 012 08 60-80 27866 250 95 016 ' 16 032
09 4060 [141543| 125 | 55 | 0045 | 18 |0045| 2040 10616 70 | 35 | 0018 | 18 | 0.135 09 60-80 24770 260 95 018 | 18 0.36
i 40-60 [127389| 130 65 0.05 2 005 | 2040 9554 75 40 0.02 2 0.15 1 60-80 22293 270 100 0.2 2 04
15 4060 | 25478 | 130 | 65 0.075 3 0.075 | 2040 | 6369 | 75 40 0.03 3 0.225 15 60-80 14862 300 120 0.3 3 1.125
2 40-60 | 19108 | 150 75 0.1 4 0.1 2040 4777 75 40 0.04 4 0.3 2 60-80 11146 330 120 04 4 15
25 40-60 | 15287 | 160 | 80 0.125 5 0125 | 2040 | 3822 | 75 40 0.05 5 0.375 25 60-80 8917 360 120 0.5 5 1.875
3 40-60 | 12739 | 170 85 0.15 6 0.15 | 2040 3185 80 40 0.06 6 0.45 3 60-80 7431 370 130 0.6 6 225
4 40-60 | 6369 170 | 85 02 8 02 20-40 '| 2389 @ 95 50 0.08 8 0.6 4 60-80 5573 390 130 0.8 8 3
5 40-60 | 5096 210 110 0.25 10 025 | 2040 1911 95 50 0.1 10 0.75 4] 60-80 4459 410 130 1 10 375
6 |4000 a6 | 200 | 00| 05 | 12 | 03 |40 1692 | 100 | 50 | 012 | 12 | 09 & | em | ws | a0 | m | 12 | 1w
8 40-60 | 3185 220 110 04 16 04 2040 1194 100 50 0.16 16 12 8 60-80 2787 360 120 16 16 6
10 40-60 | 2548 210 | 100 0.5 20 05 2040 = 955 100 50 02 20 15 10 60-80 2229 330 110 2 ' 20 7.5
12 40-60 | 2123 200 100 0.6 24 0.6 2040 796 100 50 0.24 24 1.8 12 60-80 1858 320 110 24 24 9
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2T1RAET] 2 Flute Deep Groove Square End Mill 271%8YET] 2 Flute Deep Groove Square End Mill

L | L |
h ¢d | La od
—— s = —— T
@dt 1 ot @ To—
22 e 7w % e D om | eme | ssme Wi ge Do G me P oow | e | ssneas
408 d=hs Tolsrance Coating | Slotting  l&dl | Side Milling | Face Milling_Z4 | Flute | HelixAngle | Workpiece HRC 442 d=hs Tolerance Coating | Slotting  1&d. | side Milling | Face Millng_Z4 | Flute | HelixAngle Workpiece HRC
D=3 0,-0.015 D=3 0,-0.015
e s Tisi o © o 2 30° HRC<65 - =t Tisi o o © 2 30° | HRC<65
#HEIRE Cutting Materials ©3E&i&#& Very Suitable ) i& & Suitable HNEI ¥ Cutting Materials © 3% & & Very Suitable C i&#& Suitable
s ase | wEm | wm hadbedbesl | KM | HA® | mes | W | MWE | AR | AEss E 2o AR | W% | nadibiheel | GBW wA® @A B WE | AR | AESs
Steel Alloy Steel Te ;Sggggtg‘ei Castlron | <sshre | »55hrc Stsa‘;r;é?ss Trtglr;‘l)i;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy Cgtr::é? ) Alloy Steel TSr#Sng:degtselel Cast Iron <sShre | »5Shre Stgtlgflﬁss Trtglri]g;[m Alumltar;rum Copper | Resin | Graphite | Super Alloy
0 O 0 O [} (s} (s} o © 0 O 0 O e | o © o 5
M@ (D) | s (1) T (1) BSE (d1) i (d) TS n& (D) | meE(n) I (1) ez (d1) 2 (d) 25 (L)
Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.01.003.2F 0.3 45 65.04.040.2F 4 45
65.01.004.2F 04 45 65.04.050.2F 04 5 032 0.37 4 45
65.01.005.2F 05 45 65.04.060.2F 6 45
65.01.006.2F g ' 06 ' upe (Hoas 4 45 65.05.015.2F 15 45
65.01.008.2F ' 0.8 ' 45 65.05.020.2F i ' 2 45
65.01.010.2F 1 45 65.05.030.2F 3 45
65.02.006.2F 0.6 45 65.05.040.2F _ 05 4 04 046 4 45
65.02.008.2F 08 45 65.05.060.2F 6 45
65.02.010.2F 1 45 65.05.080.2F _ 8 45
65.02.012.2F a2 1.2 016 034 ¢ 45 65.05.100.2F 10 50
65.02.015.2F 15 45 65.06.015.2F 15 45
65.02.020.2F 2 45 65.06.020.2F 2 45
65.03.008.2F ' 08 ' 45 65.06.030.2F 3 45
65.03.010.2F ' 1 | 45 65.06.040.2F ' 06 4 0.48 0.56 4 45
65.03.012.2F ' 12 ' 45 65.06.060.2F ' 6 45
65.03.015.2F a3 15 g2t 028 1 45 65.06.080.2F 8 45
65.03.020.2F 2 45 65.06.100.2F 10 50
65.03.025.2F 25 45 65.08.020.2F 2 45
65.03.030.2F 3 45 65.08.030.2F 3 45
65.04.010.2F i 45 65.08.040.2F 4 45
65.04.015.2F 15 45 65.08.060.2F 08 6 0.64 0.76 4 45
65.04.020.2F 04 2 032 037 4 45 65.08.080.2F 8 45
65.04.0252F ' 25 ' 45 65.08.100.2F f 10 50
6504 0302F ' 3 ’ 45 65.08.120.2F ' 12 50
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27 BIET] 27 BIET]

2 Flute Deep Groove Square End Mill 2 Flute Deep Groove Square End Mill
HEATEIE R RN - WEN PR FERER TITBH B E BREN - HER PR HETER TEH
c:srh: 5:;{55; me:‘::? T.Lﬂﬁf::::;ﬁ! HPM-38 :ra:\’r:r-i ss:;li (~SSHRE) sxn:lga:d:[';::zsitf;ukc: Workpiece Material c:;?l:l -s:::!l(ks; ?ﬂs:::?&r;mﬁ::::;:? HEM-38 “5'ra:\'.'i';.ﬂ-i :J:::l {SSHRE) sunl'.{i-rdlﬁl:!::{lf::lmnc:} ssznrl:;f:zlc]
i ; i
El.ff;[z:t\l:e el ey it B m.in—l mm/min Culteeliia:
03 [40000| 150 [0.005| 0.06 |40000| 120 |0.003 | 0.05 [40000| 100 |0.002 | 0.04 |40000/ 70 |0.002| 0.03 9 [20000 200 0003| 03 [16000| 150 |0.002 | 025 [14000| 120 ' 0.001 | 02 [12000| 50 |0.001 0.15
01 05 [40000| 100 [0.005| 0.06 |40000| 80 |0.003 | 0.05 [40000| 60 |0.002| 0.04 |40000/ 50 | 0002 0.03 B4 10 |16000 170 0003| 03 |13000] 130 |0.002 | 025 [12000 110 0001 | 02 |10000] 40 | 0001 0.1
' 075 |40000| 80 |0.003| 0.06 |40000| 70 |0.002 | 0.05 |40000] 50 |0.001| 0.04 |40000] 30 |0.001| 0.03 15 |30000] 650 | 0.02 | 0.35 |25000| 550 | 0.01 | 0.3 |23000| 450 | 0.007 | 0.25 |20000| 400 |0.005 0.18
1 |40000 60 |0002 0.06 [40000] 50 |0001| 0.05 |40000] 40 |0.001| 0.04 [40000 20 |o0.001| 0.03 2 |30000 550 0.02 | 035 |25000| 500 | 0.01 | 0.3 |23000) 400 0.007 | 0.25 |20000| 350 |0.005| 0.18
03 [40000| 180 [0005| 0 |[40000| 150 [0.003| o0 [40000| 120 [0.002| o0 |[40000] 100 |0.002| 0.04 3 |30000 500 [0.015| 0.35 |25000| 450 |0.007 | 0.3 [23000] 350 |0.005 | 0.25 |[20000| 300 |0.003) 0.18
05 [40000| 150 |0005| 0 [40000/ 120 [0.003| o0 [40000/ 100 |0.002| 0 |[40000/ 80 |0.002| 0.04 < 4  |25000 450 0.01 | 035 |25000| 400 |0.005| 0.3 23000 300 (0.003 | 0.25 |20000| 250 | 0002 0.18
0.15 075 |40000| 120 [0.003| o0 |40000| 100 [0002| o0 |40000] 8o [0001| o |40000] 60 |0.001| 0.04 5 |25000 400 [0.007| 0.35 [20000| 350 |0.003| 0.3 [18000| 250 |0.003 | 0.25 [16000| 200 |0.002 | 0.18
-1 |40000| 100 |0.002| 0 |40000/ 80 |0001| O |40000] 60 |0001| O |40000 40 | 0.001| 0.04 6 |25000 350 0001 0.35 [20000| 300 |0.002 0.3 [18000 200 0.002 | 0.25 [16000| 150 | 0.001 0.18
15 |40000| 80 |0.002| o0 |40000] 60 |0001| O |40000| 40 |0001| © |40000] 20 |0.001| 0.04 2 |30000 750 | 0.04 | 04 |25000| 600 | 0.03 | 0.35 |23000| 450 | 0.02 | 0.28 |20000| 400 | 0012 021
05 [30000| 240 [0.005| 0.12 |30000| 200 |0.003 | 0.1 |30000, 160 |0.003 | 0.08 [30000 120 | 0.003 0.06 4 |25000 690 003 | 04 |25000| 560 | 0.02 | 0.35 |23000| 400 0.015| 0.28 |20000| 320 |0.007 | 021
075 |30000| 200 |0.005| 0.12 |30000| 180 |0.003 | 0.1 |30000| 140 |0.003 | 0.08 |30000 100 |0.003| 0.06 07 6 |25000 550 | 0.02 | 0.4 |20000| 410 |0.015| 0.35 [18000| 300 | 0.012 | 0.28 |16000| 240 | 0.007 | 0.21
1 |30000| 180 |0.005| 0.12 [30000| 150 |0.003 | 0.1 |30000| 120 |0.003 | 0.08 (30000 80 |0.003| 0.06 8 |20000 430 0012| 04 [16000| 330 | 0.01 | 0.35 [14000| 230 0.007 | 0.28 12000 180 | 0.005 021
0.2 15 |30000| 120 |0.003| 0.12 |30000| 100 |0.002| 0.1 |30000| 80 [0.002| 0.08 |30000] 60 |0.002| 0.06 10 16000 300 |0.008| 0.4 |13000] 200 |0.005| 0.35 |12000| 180 |0.003 | 028 |10000| 120 |0.002 | 021
2 |30000/ 80 [0.003| 012 30000/ 50 |0.002| 0.1 |[30000] 40 |0.002 | 0.08 [30000 30 |0.002| 0.06 3 |25000 850 @004 | 045 [25000| 780 | 0.03 | 04 |23000] 650 @ 0.02 | 0.32 [20000| 550 |0.012 0.24
25 |30000| 60 |0.002| 0.12 |30000] 50 |0.001| 0.1 |25000| 40 [0.001| 0.08 |25000] 30 |0.001| 0.06 4 |25000 800 | 0.03 | 045 |25000| 700 |0.025| 0.4 |23000| 600 |0.015| 0.32 |20000| 500 |0.007| 0.24
3 |30000] 40 [0.002| 012 |25000| 40 |0.001| 0.1 [25000] 30 |0.001| 0.08 [22000 20 |0001| 0.06 5 |25000 700 @003 | 045 [23000] 630 | 0.02 | 04 |20000] 530 0.012 | 0.32 [18000| 450 |0.006 0.24
1 |30000| 350 [0.007| 0.18 |30000| 300 |0.003 | 0.15 |30000| 250 |0.003| 0.12 30000 200 |0.003| 0.09 0.8 6 |20000) 620 |0.025| 045 |20000] 550 | 002 | 04 |18000| 450 | 001 | 032 |16000| 350 [0.005 024
15 |30000| 260 |0.007| 0.18 |30000| 200 |0.003 | 0.15 |30000| 160 |0.003 | 0.12 |30000 120 |0.003 | 0.09 8 [16000 500 0015 045 [16000| 400 |0.007 | 04 [14000 300 0.005 | 0.32 [12000| 200 |0.003 0.24
0.3 2 |30000| 180 [0.005| 0.18 |30000| 150 |0.003 | 0.15 |30000| 120 [0.003 | 0.12 |25000 100 |0.003| 0.09 10 [16000) 400 |0.012] 0.45 |16000| 350 |0.007 | 0.4 |12000| 180 | 0.005| 0.32 |10000| 150 |0.003 | 0.24
25 |30000| 150 |0.004| 0.18 |25000| 100 |0.002 | 0.15 |25000| 80 |0.002| 0.12 200000 60 |0.002| 0.09 12 |16000 300 0007| 0.45 |13000 220 |0.005| 0.4 |12000| 120 0003 | 0.32 |10000| 120 |0.002 024
3 |30000] 70 [0.004| 018 |25000| 50 [0.002 | 0.15 |25000| 40 [0.002| 0.12 |20000/ 30 |0.002| 0.09
1 |30000| 450 | 0.01 | 0.24 |30000| 400 |0.005| 02 |30000| 350 |0.005| 0.16 (25000 300 | 0.005| 0.12 KA SIS MRS EE , HETSTIR0 TR R B Re,
15 |30000| 400 | 0.01 | 0.24 |30000| 360 |0.005| 0.2 |30000| 330 |0.005| 0.16 25000 250 |0.005| 0.12 MU ABNapERES ENIARE, aeE R ERARNIARE,
2 |30000] 360 | 0.01 | 0.24 |30000| 320 |0.005| 0.2 |25000| 280 |0.005| 0.16 |25000 220 |0.005| 0.12 METBIDI TR, EEERBERER,
25 |30000| 340 |0.008| 024 |25000| 280 [0.005| 02 [25000| 250 |0.004 | 0.16 |20000) 200 |0.004 | 0.12 HKZPIA BRI GE AR AR (1A% ) BFTHIAINT o
3 |30000| 320 (0.008| 024 |25000| 260 0004 02 |20000) 220 [0003 | 016 |18000 180 | 0.003| 0.12 KL (BRI ) /D (72 ) BUSEE , WRNHANEEEERENSO%UT, AR aeRENI0%IUT .
04 | 35 |[30000| 280 [0.007| 0.24 |25000| 220 |0.004 | 02 |20000| 180 |0.003| 0.16 |18000 150 |0.002| 0.12 XEMUASSURIRES, SUAR: apRitGREGENOXMUT , HEERIN,
| . . | HEREIER, SSE SRS R R E LR, B4, T ERERIEEERR,
4 30000| 250 |0.006| 0.24 (25000 200 |0.003 | 0.2 |20000| 160 |0.002| 0.16 (18000 120 |0.002 | 0.12 ML (SMIEE) /D (742 ) TE5LLER, BEERENIEERENT RiTSMEMmT,
5 |25000] 250 [0.005| 0.24 |22000| 180 |0.003| 0.2 |20000| 150 [0.002 | 0.16 [18000/ 90 |0.002| 0.12 %@ RM0.5HL (HREE) /D (712) TS5 LN, THERBRBNTIR . 5 EIRSET AR,
6 |25000| 200 |0.004| 024 |22000| 150 [0.002| 0.2 |18000| 130 |0.002| 0.16 [16000 70 |0.001| 0.12
8 |20000] 150 [0.002| 024 |16000] 120 [0.001 | 02 [14000] 90 |0.001| 0.16 [12000] 40 |0.001| 0.12 §l§?§fﬁf’8§$ﬁ"§?}’;ﬁ,Z'é‘fé?aé?ﬁ'ﬁ"m“f‘oi"gﬁ.a’e’”“ reference, It shoukl be adjusted according to miling shape and machine type,
10 |16000| 100 |0.002] 024 |13000] 80 |0001 | 02 |12000] 50 |0.001| 0.16 [10000 20 |o0.001| 0.12 % Recommend to use ol mist coolant for machining hardened steel.
1 |30000| 550 | 002 | 03 [25000| 500 | 0.01 | 025 |23000| 450 |0.007| 02 |20000 400 | 0.005| 0.15 % Recommend to apply herical or ramping for approaching into axial direction.
15 [30000] 520 | 002 | 0.3 |25000| 450 | 0.01 | 0.25 [23000] 400 0007 | 02 [20000 360 |0.005 0.15 e e e piee ey
2 30000| 500 | 002 | 03 |25000| 420 | 001 | 025 |23000| 380 (0007 | 02 20[}00: 320 |0005| 015 ¥ Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
25 fooom a0 0015 03 |astmo| 400 ous 025 |00 360 009 02 fatnte, 300 00t 015 e e i
3 |30000] 420 [0.015| 0.3 |25000| 350 |0.007 | 0.25 |23000| 320 |0.005| 02 |20000 280 |0.003| 0.15
35 [25000| 400 |0012| 03 [25000] 320 [0.006 | 0.25 [23000] 280 |0.003| 02 |20000] 240 |0.003| 0.15
05 4 |25000| 380 | 0.01 | 0.3 |25000| 280 |0.005| 0.25 |23000| 240 [0.003| 02 |20000/ 200 |0002| 0.15
45 |25000| 350 |0.008| 03 |25000| 230 |0.004 | 0.25 |20000| 200 [0.003| 02 18000 160 |0.002| 0.15
5 |25000] 320 |0.007| 0.3 |20000| 200 |0.003 | 0.25 |18000| 150 [0.003| 02 |16000/ 100 |0.002| 0.15
6 |25000 300 [0.005| 0.3 |20000| 200 |0.003 | 0.25 [18000| 150 |0.002| 02 [16000 100 |0.002 0.15
7 |20000| 250 [0.005| 0.3 |16000| 180 |0.003 | 0.25 |14000| 140 |0.002| 02 |14000 80 |0002| 0.15
8 |20000 200 [0.005| 03 |16000| 160 |0.002 | 0.25 [14000] 130 |0.002| 02 [12000/ 60 |0.001 0.15
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v/ 3% & ® @ \liling Series @ Villing Series K I SZ | ®
Ké&stian 65°.: 65°.:: exian
ATIERZEYET] 4 Flute Segment Square End Mill ATJEFYET] 4 Flute Straight Shank Square End Mill

L |

! @d

| |
et — . ]

AR AT I e Blax  Blan B om | s |mosnan
432 d=h5 Tolerance Coating Sloting  1Z4d | Side Milling Face Milling _Z4 | Flute | HelixAngle | Workpiece HRC 442 d=hs Tolerance Coating Slotting  £4l | Side Milling | Face MlllmgA Flute | Helix Angle | Workpiece HRC
D=3 0,-0.015 D=3 0,-0.015
et TiSi o o o 4 30° | HRCs65 o Tisi o o o |4 50° | HRC<65
#HIEIFA¥ Cutting Materials © 3E#iE4 Very Suitable © i& & Suitable HRENEIFPEL Cutting Materials © 3E%3i& 4 Very Suitable © &4 Suitable
e aaH WA | W bl | AU | AR | BAR | @ AW AR | mEee E 2o WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
csat?éi . Alloy Steel Tgxgggggtgel Castlron | <sshre | »55hrc | Stsa‘;r;é?ss Trtglr;‘l)i;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy Cgtr::é? ) Alloy Steel TSr#Sng:degtselel Cast Iron <sShre I ~SShre Stgtlgflﬁss Trtglri]g;[m Alumltar;rum Copper | Resin | Graphite | Super Alloy
@ O O O (@] (@] (@] (@] (@] O O O Q o | O (a7} (@] o]
e T (1) 112 (d) 2% (L) e n& (D) T (1) 12 (d)
Code No. Length of Cut Shank Dia. Owerall Length Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length
65.0080.0240 4F 08 24 4 45 65.0400.11.050 4F 4 11 4 50
65.0100.0300.4F 1 ' 3 4 50 65.0600.13.050.4F 13 50
65.0150.0450 4F 15 45 4 50 65.0600.15.060 4F 15 60
65.0200.0600.4F 2 6 4 50 65.0600.15.075.4F g 15 D 75
65.0250.0750 4F 25 75 4 50 65.0600.15.100.4F 15 100
65.0300.0900 4F 3 9 4 50 65.0800.20.060.4F 20 60
65.0300.0900 4F-6 3 9 6 50 65.0800.20.075.4F 8 20 | 8 75
65.0400.1100.4F-6 4 11 6 50 65.0800.20.100.4F 20 ‘ 100
65.0500.1300 4F-6 5 13 6 60 65.1000.25.0754F 25 75
65.1000.30.100 4F 10 25 10 100
65.1000.30.150 4F 30 150
65.1200.25.0754F 25 75
65.1200.30.100 4F 12 30 12 100
65.1200.30.150 4F 30 150
65.1600.40.100 4F 40 100
65.1600.40.150 4F L 40 I 1 150
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& -EP ® @ Miling Series
k exian 6 TIES]
PIE| %3 Miling Parameters Recommendation

AT)ENRFTI/ATIEREFT]
4 Flute Straight Shank End Mill & 4 Flute Segment Square End Mill

WEI R B Carbon Steel = Alloy Steel
Workpiece Material S50C SCM = SKD * 5US

Erd [ i | derm |t |
I

Ll {ME’& ‘J';'J%

Side milling Side milling Side milling olde milmg 5|de mlllmg :,me milling
1 4575 | 19108 290 0.05 25 4565 | 17516 210 | 005 25
15 4575 | 12739 290 0075 | 375 4565 | 11677 210 0075 | 375
2 4575 | 9554 290 0.1 5 4565 | 8758 20 | 01 5
25 4575 | 7643 350 0125 | 625 4565 | 7006 260 0125 | 625
3 4575 | 6369 390 0.3 15 4565 | 5839 260 | 03 75
4 4575 | 4777 480 04 10 4565 | 4319 310 04 10
5 4575 | 3822 510 05 125 4565 | 3503 360 0.5 125
6 4575 | 3185 540 0.6 15 4565 2919 30 06 15
8 4575 | 2389 480 12 20 4565 | 2189 370 | 12 20
10 4575 1911 480 15 25 4565 | 1752 360 15 %
12 4575 | 1592 440 18 30 4565 | 1460 60 | 18 30
16 4575 | 1194 380 24 40 4565 1095 350 24 40
20 4575 | 955 380 3 50 4565 | 876 S 50

90

© Miling Seri /iﬁl 3
65°... Kb&stian®

THIZ#(3E Miling Parameters Recommendation

‘-‘-
\

ATNEWRFTI/ATIEREFT]
4 Flute Straight Shank End Mill & 4 Flute Segment Square End Mill

WIEIE i Quenched&Temperad Steel FEMSR Hardened Steel 43 Copper
Workpiece Material HPM » NAK SKD61 (~“52HRC) PP
F

Cutter Dia. m/min | min-1 LTS m{rnln min-1 [ {5
Side milling|Side lm!llng ide rmlllng lde milmg Side milling| Side millis {Side milling | Side milling|Side milling
0.2 25

1 35-55  14331| 170 | 0.05 _| 25 | 1535|7962 | 100 | 0.02 55-75 | 20701 | 380 : i
1.5 35-55 9554 | 170 | 0.075 375 |15-35| 5308 | 100 0.03 3_75 55-75 13800 | 420 &3 || 3

2 35-55 7166 | 210 0.1 _| 5 15-35 | 3981 100 | 0.04 5 55-75 |_ 10350 | 470 0.4 5
235 3565 5732 | 210 | 0125 625 | 15-35| 3185 | 110 @ 005 | 6.25 | 55-75 | 8280 | 500 05 | 625

3 35-55 | 4777 | 210 03 | 75 |1535)| 2654 | 110 . 006 | 75 | 5575 | 6900 | 530 06 75
4 35-65 3583 | 260 04 10 | 1535 1990 | 140 @ 008 10 | 9575 5175 | 610 0.8 10
5 35-55 | 2866 | 320 05 | 125 | 1535 | 1592 | 140 0.1 125 | 5575 | 4140 | 610 1 125
8

3555 2389 | 360 | 06 15 | 1535|1327 | 140 | 012 | 15 | 5575 3450 | 630 | 12 | 15
3555 1791 | 340 | 12 | 20 |1535| 995 | 140 K 0.16 | 20 | 5575|2588 | 580 | 16 | 20

10 35-65 1433 | 310 1.5 25 | 1535 | 796 140 02 25 | 55-75 2070 | 540 2 25
12 3555 1194 | 290 18 | 30 | 1535 663 140 | 024 30 5575 1725 | 490 24 30
16 35-55 896 | 280 24 40 | 15-35 | 498 140 032 | 40 | 55-75 1294 | 480 32 40
20 3555 717 | 280 3 | 50 | 1535 398 140 @ 04 50 | 55-75 1035 | 480 4 50

iR S EAIHIH

MANEI TEACRES, $EEERRE SR,

HAXTEM E IR P 65 o

HB 1A E LB AR AR

HAR . YURRIERRE, RE4HBRE, SHEREEER.

¥ Use cutting fluid with smoke retardant.

¥ Recommend to use oil mist coolant for machining hardened steels.

3 Available only for side cutting.

¥ Adjust both spindle speed and feed at the same rate.

¥ Adjust milling conditions according to the volume of Depth of Cut and rigidity of the machine.
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@ Milling Series
SeHIZRT

@ Milling Series
HHIET

/ T 3% ®
' -
Ké&3tian 6
AT)FEANET] 4 Flute Deep Groove Square End Mill

6

L | L |
fr e ——— -—o"r i 15" — _’! iﬁ-
¢Di7".—j“- - : ': ¢D’J : 0= j
Gd - J odt o
2 m Blwe  Blas P e | sen | ssusan 2 Blwn  Ble P oom | aun | seuwses

4+28; d=h5 Tolerance Coating Slotting Side Milling 1£4 | Face Milling _Z4 Flute | Helix Angle | Workpiece HRC . d=h5 Toletance Coating Slotting Side Milling Z4 | Face Milling 4/ Flute | Helix Angle = Workpiece HRC

D=3 0,-0.015 D=3 0,-0.015

3<D<20 0-0.02 Tisi (6] @ o] 4 30° HRC=<65 3<D<20 0002 TiSi (@] =] s ] 4 30° HRC<65

#IEIHE Cutting Materials ©3E&i&#& Very Suitable ) i& & Suitable D E Cutting Materials © 3% & & Very Suitable C i&#& Suitable

e aaH WA | W bl | AU | AR | BAR | @ AW AR | mEee E 2o WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
cSatrePéi “ Alloy Steel Tgxgggggtg‘ei Castlron | <sshre | »55hrc Stggé{iass TFtRﬁI‘I;;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy c;tz’éi ) Alloy Steel Tgrgsgrcgggtse‘el Cast Iron <sShre I ~SShre Stgtlgflﬁss Trtglri]g;[m Alumltar;rum Copper | Resin | Graphite | Super Alloy
0 0 0 o o | o o o o 0 0 0 0 o | o o o <)
B (11) T (1) BEE (d1) i (d) TS 74 (D) B (1) T (1) Bz (d1) #% (d) £ (L)
Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.10.040 4F 4 50 6525450 4F 45
65.10.060.4F 6 50 65.25.500.4F 29 50 *I9 24 4 80
65.10.080 4F 8 50 65.30.100 4F 10 50
65.10.100 4F 2 10 13 0.9 4 50 65.30.150 4F 15 60
65.10.120 4F 12 50 65.30.200 4F 20 60
65.10.150 4F 15 50 6530250 4F 25 75
65.15.060 4F 6 50 65.30.300 4F 30 75
65.15.080 4F 8 50 65.30.350 4F o 35 it g g 75
65.15.100 4F 10 50 65.30.400 4F 40 75
6515120 4F 12 50 6530450 4F 45 100
65.15.150 4F 1 15 129 1 : 50 65.30.500.4F 50 100
65.15.200 4F 20 60 65.30.550 4F 55 100
65.15.250 4F 25 60 65.30.600 4F 60 100
65.15.300 4F 30 75 6540160 4F 16 60
65.20.080 4F 8 50 65.40.200 4F 20 60
65.20.100 4F 10 50 6540250 4F 25 5
6520120 4F 12 50 65.40.300 4F 30 Ve
65.20.160 4F 16 50 6540400 4F 4 40 6 38 [§] 5
65.20.200 4F 2 20 3 1 4 60 65.40.500.4F 50 100
65.20.250 4F 25 60 6540600 4F 60 100
65.20.300 4F 30 5 6540700 4F 70 110
65.20.350 4F 35 5 6540800 4F 80 120
65.20.400 4F 40 75 65.50.160 4F 16 60
65.25.080 4F 8 50 6550200 4F 20 60
6525100 4F 10 50 6550250 4F 25 IE)
6525150 4F 15 50 6550300 4F 30 75
65.25 200 4F 20 60 6550400 4F 5 40 75 48 6 75
25 375 24 4 T

6525250 4F 25 60 65.50.500 4F 50 100
65.25.300 4F 30 75 65.50.600 4F 60 100
65.25.350 4F 35 75 65.50.800 4F 80 120
65.25.400 4F 40 75
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/s F 3% e e K 3%
@ Milling Series @ Milling Series
Ké&stian® 65°:s 65°. exian’
18I Z%{3E Miling Parameters Recommendation 18I Z%(3E Milling Parameters Recommendation
AT BIET] AT)FRAFET]

4 Flute Deep Groove Square End Mill 4 Flute Deep Groove Square End Mill
WUTRIAE RN - WEW PR FERE TITBH BIBHE WREH - WER PEREH R TAH
C::imn:' -5;:2;:[;; f’"&‘:fﬁmﬁf::ﬁf uﬂm—:a-:r‘i:ir‘-iss:;!s[ﬂ"s_'mnc: S:M';afdpel;'::isltfgukc: sx.{lnr‘tss;:ic] ?Sh&nsum:’nzs “ﬁ'}‘rfmﬁﬁiﬁ:ﬁ] nm-au-;‘::r‘:lxefi::?tll["ssunc} sm:l?a-m:i;'::as[tf:;tmc.l 5:??"255:]
('utter Dia. E::;TLE Re\rSpeed » & e F::}gnme
4 |25000| 2000 | 005 | 06 |23000| 1800 | 0.04 | 05 |18000| 1600 | 0.03 | 0.4 |14000 1000 | 0.02 | 03 30 |6800 1400 | 008 | 25 | 4800 | 1000 005 | 2 |4200| 850 | 003 | 16 |3500 | 620 | 002 | 12
; 6 |20000| 1800 | 003 | 06 |18000| 1400 | 0.02 | 05 |14000| 1200 | 0.01 | 04 |10000 800 |0.007| 03 4 35 | 5500 | 1000 | 007 | 25 | 4200 ss0 004 2 |3800| 720 | 002 | 16 | 3000 550 | 001 | 12
8 |18000| 1600 | 003 | 06 |16000| 1200 | 0.02 | 05 |12000| 1000 | 0.01 | 0.4 | 8000 680 |0.005| 03 40 | 4000 860 |005| 25 |[3600| 720 (003 | 2 |3000| 600 | 0.01 | 16 |2500 | 400 |0007 | 12
10 [16000| 1200 | 0.02 | 06 |14000 1000 | 0.01 | 05 [10000| 800 [0007| 04 |6000 500 (0005 0.3 16 (10000 2000 | 02 | 3 |7000| 1800 012 25 | 5500 1600 | 008 | 2 |4500| 1000 | 006 | 15
6 |20000| 1800 | 004 | 07 |18000| 1400 | 0.03 | 06 |14000] 1200 | 0.02 | 05 |10000 800 | 0.01 | 04 25 |8000| 1600 |015| 3 |[5800]| 1400 007 | 25 [4200] 1200 | 005 | 2 |[3000| 800 | 003 | 15
25 8 |18000| 1600 | 0.04 | 07 |16000| 1200 | 0.02 | 06 |12000| 1000 | 0.01 | 05 | 8000 680 |0.007| 04 # 35 | 6000|1200 | 01 3 |4200) 900 005 25 |3500| 800 | 003 | 2 |2500 | 600 | 002 | 15
10 [16000] 1200 | 0.03 | 0.7 [12000| 1000 | 002 | 06 [10000| 850 | 001 | 05 | 8000 600 |0005| 04 50 |3500| 750 [007| 3 |2800| 620 (003 | 25 | 2500 | 500 [ 002 | 2 |1500| 350 | 001 | 15
12 |14000| 1200 | 0.02 | 0.7 |10000| 1000 | 001 | 0.6 | 9000 | 800 |0.007 | 05 | 7000 500 |0.005| 04 20 | 8000 | 2000 | 025 | 4 |6500| 1600 018 @ 3 | 4500 | 1400 | 008 | 24 |3500| 920 | 0.06 | 18
6 |23000| 2000 | 0.06 | 0.9 |20000| 1600 | 0.04 | 0.75 | 18000 1400 | 0.03 | 0.6 |14000] 1000 | 0.02 | 0.45 30 7000|1600 | 02 | 4 |4500| 1200 012 @ 3 | 3500|1000 | 0.06 | 24 |2500 | 660 | 0.04 | 18
8 |20000| 1800 | 0.06 | 09 |18000| 1200 | 0.03 | 0.75 |14000| 1200 | 0.03 | 0.6 |10000 750 | 0.01 | 045 6 40 4500|1200 |015| 4 |3000| 1000 008 3 2500 800 | 0.03 | 24 |2000| 550 K002 | 18
15 10 [20000| 1600 | 0.04 | 0.9 [16000| 1000 | 0.03 | 0.75 |14000| 1000 | 0.02 | 06 [10000) 700 | 0.01 | 045 50 | 3000|850 | 01 | 4 |2500| 700 | 005 3 | 2000 500 | 002 | 24 | 1500 | 380 | 0.01 | 18
12 [16000| 1400 | 0.04 | 0.9 [14000| 1000 | 0.02 | 0.75 [12000| 850 | 0.02 | 06 [B00O 620 |0.007 | 045
14 [14000| 1200 | 0.03 | 0.9 [12000| 800 | 0.02 | 0.75 [10000| 750 | 0.01 | 06 | 7500 | 500 |0.007 | 045
16 [12000| 1000 | 0.02 | 0.9 [10000| 720 | 0.01 | 0.75 | 9000 | 600 |0.007 | 06 | 6800 400 |0.005| 045
6 |20000| 2000 | 007 | 1 |18000| 1800 | 0.05 | 0.9 |15000| 1500 | 0.04 | 07 |12000 1200 | 0.03 | 05 KA HISHESEME, HETSIRAN TR REBMSEE,
8 |18000| 1800 | 0.06 | 1 |16000| 1600 | 0.04 | 0.9 |12000| 1200 | 0.03 | 07 | 9500 1000 | 0.02 | 05 KA BMNapRTHAE @IINRE, aeRRHERRANTIARE,
10 |16000| 1600 | 0.06 | 1 |14000| 1400 | 004 | 09 |12000| 1000 | 003 | 07 | 9500 900 | 002 | 05 AR AR, EFEERERE.
12 [14000| 1400 | 0.05 | 1 [12000 1200 | 0.03 | 0.9 [10000| 1000 | 0.02 | 07 | 8200 800 | 001 | 05 XZGA BT/ MR B (M8 ) GBI o . ; .
1.8 *L (BIEE) /D (D2 ) BT sEh, S NGAHSEERERS0%LT, AR aciBEEIZ0%LAT
14 14000 1400 | 0.05 1 12000| 1200 | 0.03 09 |10000| 860 | 0.02 0.7 | 8200 720 | 0.01 05 XMEESENSEHE, BIOAR: apBolEEISRNs0%UT, BEERETN,
16 [12000] 1200 | 0.04 | 1 |10000| 1000 | 0.02 | 09 | 9200 | 800 | 001 | 07 | 7500 680 0007 05 XEERIE, WSS AT . B, THEERER IR,
18 [10000| 1000 | 004 | 1 | 9200 820 [ 002 | 09 | 8500 | 740 | 001 | 07 | 6000 640 |0007| 05
6 |20000] 2000 | 0.08 | 1.2 |18000 1800 | 006 | 1 |15000| 1500 | 0.05 | 0.8 |12000 1200 0.03 | 06 e s iR st he adysisd actuding o mlng shape and mactine e
8 |18000| 1800 | 007 | 12 |16000| 1600 | 0.05 | 1 |12000] 1200 | 0.04 | 0.8 | 9500 1000 | 0.02 | 06 %Recommend to use oil mist coolant for machining hardened steel.
1016000 1600 005 | 12 400 1400 005 | 1 12000 1000 004 08 [o500 so0 0G2 | 05 e L LT O
5 12 ]14000| 1400 | 0.05 | 1.2 |12000| 1200 | 0.04 1 ]10000| 1000 | 003 | 0.8 | 8200 800 | 0.01 | 06 % For slotting, recommend reciprocating milling by adjusting feed & ap in below 50% of recommended milling condition.
14 14000 1400 | 0.04 12 112000 1200 | 0.03 1 10000 860 | 0.02 08 | 8200 720 |0007! 06 ¥ Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine
16 12000 1200 | 0.04 | 1.2 [10000| 1000 | 003 | 1 | 9200 | 800 | 0.02 | 0.8 |7500 680 |0.007| 06
18 [10000| 1000 | 003 | 12 |9200 820 | 002 | 1 |8500| 740 | 001 | 08 |6000 640 0005 06
20 |10000| 800 | 003 | 12 |9200| 760 |002 | 1 | 8500 680 | 0.01 | 0.8 | 6000 520 |0.005| 06
8 |16000| 2000 | 008 | 15 |14000| 1600 | 0.07 | 1.25 |10000] 1400 | 0.05 | 1 | 8000 1000 | 0.03 | 0.75
12 [14000] 1600 | 0.07 | 1.5 [12000] 1400 | 0.06 | 125 | 9600 | 1200 | 004 | 1 | 7500 960 | 0.02 | 0.75
- 16 [12000] 1400 | 0.06 | 15 [10000] 1200 | 0.05 | 125 | 8500 [ 1000 | 002 | 1 7000 800 | 001 | 075
20 |10000| 1200 | 006 | 1.5 | 8200 | 1000 | 0.05 | 125 | 7500 | 1000 | 0.02 | 1 | 5000 800 | 0.01 | 0.75
25 | 8000|1000 | 005 | 15 | 7000 | 800 | 003 | 125 | 6500 | 680 | 0.01 | 1 |4500 550 |0.005| 0.75
8 [16000| 2000 | 0.15 | 1.8 |14000| 1800 | 0.1 | 1.5 (10000 1600 | 0.07 | 12 | 8000 12 | 0.05 | 09
12 |14000 1800 | 0.1 | 1.8 [12000| 1600 | 0.08 | 15 | 9200 | 1400 | 0.06 | 1.2 |7200 1000 0.04 09
5 16 [12000| 1600 | 0.08 | 1.8 |10000| 1400 | 0.07 | 15 | 8500 | 1200 | 005 | 12 | 6500 800 | 003 | 09
20 |10000| 1600 | 008 | 1.8 | 9000 | 1400 | 007 | 15 | 7800 | 1200 | 0.04 | 12 | 5800 800 | 0.02 | 09
25 | 9000 | 1400 | 007 | 1.8 | 8200 | 1200 | 006 | 15 | 7000 | 1000 | 0.03 | 12 | 5000 720 | 0.01 | 09
30 | 8000|1400 | 005 | 18 | 7000 | 1200 | 003 | 15 | 6500 | 1000 | 0.02 | 12 | 4500 650 |0.007| 09
12 [12000] 2000 | 02 | 25 | 9500 | 2000 | 015 | 2 | 8ooo | 1600 | 008 | 16 | 7000 1000 | 006 | 12
4 16 (10000 2000 | 0.15 | 25 | 8000 1800 | 01 | 2 | 7000 | 1400 | 006 | 16 |6000 1200 005 | 12
20 | 8500|1800 | 012 | 25 | 7000 | 1600 | 008 | 2 | 6500 |1200| 0.05 | 16 | 5500 1000 | 0.04 | 12
25 | 8000|1600 | 01 | 25 | 6000 | 1400 | 007 | 2 | 5200|1200 | 004 | 16 | 4500 1000 | 0.03 | 12

94 95



@ Milling Series
SeHIZRT

@ Milling Series
HHIET

/’ FBI3Z ®
Ké&stian &
67JEMET] 6 Flute Straight Shank Square End Mill

1B Z2#3E Miling Parameters Recommendation

L |
f T 6 T EHEFT]
) [ 6 Flute Straight Shank Square End Mill
¢D | %
B EIHE PR PN TEH
Warkpiece Material HPM-38 * ?la;:::e? ;::’1 {~S5HRC) Hﬂde‘?fgzsr::lejxnn rn-l[;:;dé;m
Side Milling Slotting Side Milling Slotting Side Milling
wE . AR #®iE i i i ik
Fhae ﬂ:ﬁ % ﬁﬁ . a Et - _Z 73 ﬁﬁﬁ i i I %g Rev. %é i ﬁ Rev. %g Rev. %g
Coating  Slotting (k&4 Side Milling &4, ' Face Milling 24 | Flute ' HelixAngle | Workpiece HRC FeedingRate | Speed |Feeding Rate Feeding Rate Feeding Rate Feeding Rate
4h# . d=h5 A mm/min min-1 | mm/min mm/min mm/min mm/min
B 0003 Tisi o © © 6 50 HRC=65 5 10 7600 | 1600 | 6800 & 900 | 6200 & 1200 | 5600 | 600 | 5300 | 800 | 4800 & 350
15 6800 1400 6000 600 5600 1000 5000 400 4800 600 4200 200
WANEI#E cutting Materials © 3E%iE4 Very Suitable () 54 Suitable 6 12 6400 | 1800 | 5800 950 | 5300 | 1200 | 4800 | 600 4600 = 800 | 4200 | 350
- *‘lﬂ 18 5800 1600 5000 600 4800 1000 4200 400 4200 600 3600 200
i == it et e B SR e e B il e i 16 | 4800 | 2000 | 4300 | 1000 | 4000 | 1400 | 3600 | 700 | 3400 | 1000 | 3000 | 400
arbon Alloy Steel Quenched & | Castiron | alnless anium UMUNUM | copoar| Resin | Graphite | Super Alloy 8 : Aol e e ] kb il ak = : Skl tes hde
52 SMpEre <55hrc | >55hre i oy oy 24 _43{]0 1800 3800 ?00 3600 12(_]0 3200 500 3000 800 2700 2_5{]
o o o o o o @ o @ 10 20 3800 | 2000 | 3400 | 1000 | 3200 | 1600 | 2800 | 800 2600 | 1000 | 2300 | 500
30 3400 1800 3000 800 2800 1400 2500 600 2300 800 2000 300
THe T (D) e 54 () 2% (L) 12 24 3200 2000 2800 1000 2600 1600 2300 800 2200 1000 2000 500
i 7 (D { /4 #(d L
Cade No- Clatter e Length of Cut Shank Dia. 36 2800 1800 2500 800 2300 1400 2000 600 2000 800 1800 300
6?.060_0__1 5606F : 1 5. 50 16 32 2400 2000 2000 1000 1800 1600 1600 800 1500 1000 1400 500
65.0600.2570.6F 6 25 6 70 48 2400 1800 2000 800 1800 1600 1600 600 1500 800 . 1400 300
65.0800.2075.6F 20 75 20 40 1500 1000 1500 1000 1200 1000 1000 800 800 1000 800 500
65.0800.3590.6F 8 35 8 90 60 1500 1000 1500 1000 1200 1000 1000 800 800 1000 800 500
65.1000.2580.6F i 25 i 80
65.1000.45100.6F 45 100 TR BAEE Ap and Ae recommendation
65.1200.30100.6F £ 30 s 100
65120055120 6F 55 120 {5 FriE {5 Fri {misE Fril
65160040110 6F 40 110 Side Milling Slotting Side Milling Slotting Side Milling Slotting
65.1600.65135.6F 16 65 1 135 ] = ]
15D 150 150
65.2000.45125.6F - 45 - 125 —l D ﬂ?"m D [Mosen —I D dT”"D
65.2000.75155 6F 75 155 0.03D , 0.02D 0.02D *
65.2500.50140_6F - 50 - 140 T TR e
65250090180 .6F 90 180
. RRIFEBIESHBENTSR,
AR, NWRIMRRE , RMEFE, BHEEEE,
XIBRIAE LA B R R E
XEEERRSAME,
¥ Use a rigid and precise machine and chuck holder.
¥ Adjust milling conditions according to the volume of Depth of Cut and rigidity of the machine.
¥ Adjust both spindle speed and feed at the same rate,
* Use oilmist coolant or air blow.
96 97



v/ 3% & ® @ \liling Series @ Villing Series K I SZ | ®
Ké&3tian 65°.. 65°. eian
271IN\R2{ZT][EET] 2 Flute Micro Corner Radius End Mill ATIEEZE[RIET] 4 Flute Segment Corner Radius End Mill

L | L |
R ! @d ‘ R . @d ‘

e P -

- == ) | S )
o B2 e D s % e D o | swe | savses ] RE | e -~ é 4 V| s | swe | seHeEs
4438 . d=h5 Tolerance ﬁ:* ; i . ] - é i % 4% . d=h5 Tolerance ﬁz;é : ; - ! - / " 2
Dea 00015 Coating | Slotting &4l | Side Milling - Face Milling_Z4 | Flute |HelixAngle | Workpiece HRC D=3 0.0.015 Coating | Slotting k&4l | Side Milling Face Milling <4 | Flute |HelixAngle Workpiece HRC
#EI#E cutting Materials © 3E#i&& Very Suitable () i&#& Suitable #HNEI#¥E cutting Materials © 3E# 3 & Very Suitable (& Suitable

e aaH WA | W bl | AU | AR | BAR | @ AW AR | mEee E 2o WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
csat?éi" Alloy Steel Tgxgggggt%el Castlron | <sshre | »55hrc | St;‘!gé?ss Tltgﬁl‘l)i;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy c;tz’éi" Alloy Steel Tgrgsgrcgggtse‘el Cast Iron <sShre I ~SShre Stgtlgflﬁss Tﬁff;g;,m Alumltar;rum Copper | Resin | Graphite | Super Alloy

o O O o o B @ © @ o @) 0 0 () (s} @ © o)

i8S 7z (D) B (R) 7 (1) iz (d) 2K (L) i8S 74 (D) B (R) 7 (1) iz (d) 25 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length

65.01.02.002.2R 0.1 R0.02 02 4 ' 45 65.010.020.005.4R R0.05 ' 50

65.015.03.003.2R 0.15 R0.03 0.3 4 45 65.010.020.0104R 1 R0O.1 5 4 | 50

65.02.04.003 2R 02 R0.03 04 4 45 65.010.020.0204R R0O2 _ 20

65.03.06.005 2R 03 R0.05 06 4 45 65.010.020.030.4R RO3 . 20

65.04.08.0052R 04 R0.05 08 4 45 .g-g:g:g%—g?gig .%ﬂf . . Zf{

65.04.08.0102R 0.4 RO.1 0.8 4 45 e o [ A 15 5 3 4 f -
65.05.10.005.2R 05 R0.05 1 4 45 R = f =

65.05.10.010.2R 05 RO.1 1 4 45 65.020.040.005 4R RO.05 50

65.06.12.005.2R 06 RO.05 1.2 4 45 55020040 0104R RO 50

65.06.12.010.2R 06 RO.1 12 4 45 65.020.040.020 4R 7 R02 4 4 50

65.07.14.005.2R 07 R0.05 14 4 45 65.020.040.030 4R R0.3 50

65.07.14.010.2R 07 RO.1 14 4 45 65.020.040.050 4R R0.5 50

65.08.16.005.2R 0.8 R0.05 16 4 45 65.030.060.005.4R R0.05 50

65.08.16.010.2R 08 RO.1 16 4 45 65.030.060.0104R RO.1 20

65.09.18.0052R 09 R0.05 18 4 45 gg-ggg-gg-ggﬂig 1 Eg-g . : 23

65.00.18.010.2R 0.9 RO.1 18 4 45 e SHE =5

65.030.060.100.4R R1 50
65.030.060.005 4R-6 R0.05 50
65.030.060.010.4R-6 RO.1 50
65.030.060.020 4R-6 R02 50
65.030.060.030.4R-6 3 R0.3 6 6 50
65.030.060.050 4R-6 RO.5 50
65.030.060.100.4R-6 R1 50
65.040.080.010.4R-6 RO.1 50
65.040.080.020.4R-6 R0.2 ' [ 50
65.040.080.030 4R-6 4 R0.3 8 6 [ 50
65.040.080.050.4R-6 R0.5 _ ' 50
65.040.080.100.4R6 R1 [ 50
65.050.100.010.4R-6 RO.1 [ 50
65.050.100.020 4R-6 R02 [ 50
65.050.100.030.4R-6 5 R0.3 10 6 50
65.050.100.050 4R-6 RO5 50
65.050.100.100.4R-6 R1 50
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@ Milling Series
SeHIZRT

@ Milling Series
HEHIRZ

/s Fl3% o ®
5 Ké&3tian
AT EHRREET] 4 Flute Straight Shank Corner Radius End Mill

Ké&5tian &

PIEIZ#(3E Milling Parameters Recommendation

27] | ATIRREEIE]] s =
2 Flute /4 Flute Segment Corner Radius End Mill N [
LR -
Workpiece Material e et m"’fgﬂféﬂau
T Side Milling Slotting Side Milling Slotting
ot UE | (58 ™ (o | T | u5E s 2 se Blwe  Blan Pl oo | awe  sesa
Speed | Feeding Rate Feeding Rate : Feeding Rate ; Feeding Rate Feeding Rate D=3 0,-0.015 Coating Slotting | Side Milling k4 | Face Milling J/ Flute Helix Angle = Workpiece HRC
mm/min mm/min mm/min mm/min mm,/min mm/min 3<D<20 0002
3 10000 | 1000 | 8000 580 | 8000 | 700 | 7500 | 500 7000 @ 560 | 6000 | 280 P T Tisi © © © 4 30° HRC<65
4 8500 | 1200 | 7500 620 | 7000 800 @ 6000 | 540 6000 600 | 5000 @ 300
5 7600 | 1600 | 6800 | 900 | 6200 | 1200 | 5600 | 600 | 5300 | 800 | 4800 & 350 WANEI#AEL cutting Materials © 3E% 54 Very Suitable ) i&& Suitable
6 6400 | 1800 | 5800 950 | 5300 @ 1200 @ 4800 | 600 4600 800 | 4200 @ 350 I ]
8 4800 | 2000 | 4300 | 1000 | 4000 | 1400 | 3600 | 700 | 3400 | 1000 | 3000 | 400 il e s B s SR B B bl B W B s B | o
10 3800 | 2000 | 3400 | 1000 | 3200 1600 2800 | 800 | 2600 1000 | 2300 500 = ovSteel  |remperedsteel| ON | soshve | sshee | Steel | Aloy | aloy | Copper] Resm | Grephfe | SuperAloy
12 3200 | 2000 | 2800 | 1000 | 2600 | 1600 | 2300 | 800 | 2200 | 1,000 | 2000 | 500 0 0 0 0 o o o o o
o Z% VRN ) i P
0de NO. uvtier Lha. orner Raaius en o an ia. 'eral en
TR BT Ap and Ae recommendation 65.040.08.01 050.4R RO 50
- e - - e - 65.040.08.02.050 4R R0.2 50
Side Milling Slotting Side Milling Slotting Side Milling Slotting 65.040.08.03.050 4R 4 R0.3 8 4 50
— — — 65.040.08.05.050 4R RO.5 50
15D 15D D + 1.5D D 65.040.08.10.050.4R R1 50
o L e B e B
— | — —— — o * 2 A &
65.060.12.01.075 4R 6 RO 12 6 75
i el 65.060.12.01.100.4R 100
AL . a. | . | il
XEAR, MHANERE , ST, BEHRE, e b moan =
BB P R THAEE SR i | 6 R0O.2 12 6
X R RS 65.060.12.02.0754R | 75
¥Use a rigid and precise machine and chuck holder. £5.060.12.02.100.9R 100
*Adjust milling conditions according to the volume of Depth of Cut and rigidity of the machine. 65.060.12.03.050.4R 20
¥ Adjust both spindle speed and feed at the same rate, 65.060.12.03.060 4R 60
#Use ollmist coolant or air blow. 65.060.12.03.0754R 6 RO.3 12 6 75
65.060.12.03.100.4R 100
65.060.12.05.050 4R 50
65.060.12.05.060.4R | 60
65060 12.050754R | 8 RAS 2 9 75
65.060.12.05.100.4R | 100
65.060.12.10.050 4R 50
65.060.12.10.060.4R 60
65.060.12.10.075 4R 5 5 = 9 75
65.060.12.10.100.4R 100
65.080.16.01.050 4R 60
65.080.16.01 0804R | 75
65.080.16.01 0754R 8 R 16 8 100
65.080.16.01.100.4R 150
65.080.16.02.050 4R 60
65.080.16.02.080.4R 75
65.080.16.02.075 4R 2 B2 16 8 100
65.080.16.02.100.4R 150
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K&stianm®

@ Milling Series
SeHIZRT

@ Milling Series
HHIET

6

AT)EIFEEI 2 T] 4 Flute Straight Shank Corner Radius End Mill

L |

o b4
o0 — &

6

L |
R\ L @d ‘
[ ' JDL
S

4238 ; d=h5 Tolerance ;*;g FriE g é it (a n# Kﬁﬁ iﬁ“:’-‘ﬁﬂﬂﬁ
Ds3 0,-0.015 Coating Slotting Side Milling 'L£4 | Face Milling /ﬁ: Flute | Helix Angle =Workpiece HRC
3<D=<20 0,-0.02 : 1 : -
R +0.005 Tisi o © @ 4 30 HRC<65

4228 d=h5 Tolerance ﬁg FrE % g ,% [ ;‘V/‘ N gﬁﬁ ﬁﬁ'ﬁw
D=3 0,-0.015 Coating Slotting | Side Milling Face Milling _é Flute  Helix Angle | Workpiece HRC
3<D<20 0,-0.02 S . ] o
R +0.005 Tisi o | o © 4 30 HRC<65
#HEIRE Cutting Materials ©3E&i&#& Very Suitable ) i& & Suitable
"N 229 WA | W bl | AU | AR | BAR | @ AW AR | mEee
csat?éi . Alloy Steel Tgxgggggtg‘ei Castlron | <sshre | »55hrc | St;‘!gé?ss Tltgﬁl‘l)i;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy
2 O O @) (=] (5] @ (=] @
iT8s 74 (D) EfS (R) 7t () & (d) 21 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
6_5_.08{)715__{]_3.05_0_4R 6{]
65.080.16.03.080 4R 8 RO3 16 8 75
65.080.16.03.0754R 100
65.080.16.03.100.4R 150
65.080.16.05.050 4R 60
65.080.16.05.080 4R 8 ROS 16 8 75
65.080.16.05.075.4R 100
65.080.16.05.100 4R 150
65.080.16.10.050 4R 60
65.080.16.10.080 4R 8 R1 16 8 75
65.080.16.10.075.4R 100
65.080.16.10.100 4R 150
65.080.16.20.050 4R 60
65.080.16.20.080 4R 8 R2 16 8 75
65.080.16.20.075.4R 100
65.080.16.20.100 4R 150
65.100.20.01.075.4R 75
65.100.20.01.100.4R 10 RO.1 20 10 100
65.100.20.01.150.4R 150
65.100.20.02.075.4R 75
65.100.20.02.100.4R 10 R0O2 20 10 100
65.100.20.02.150 4R 150
65.100.20.03.075.4R 75
65.100.20.03.100 4R 10 RO.3 20 10 100
65.100.20.03.150 4R 150
65.100.20.05.075.4R 75
65.100.20.05.100.4R 10 RO5 20 10 100
65.100.20.05.150 4R 150
65.100.20.10.075.4R 75
65.100.20.10.100 4R 10 R1 20 10 100
65.100.20.10.150.4R 150
65.100.20.20 075.4R 10 R? 20 10 75
65.100.20.20.100.4R 100
102

WANEIFFEL cutting Materials © 3E#i54 Very Suitable &4 Suitable

) 24t WER | W% | wadodtee | AEW AR | EA® | @ WE  BE | mEAR
c;tz’éi ) Alloy Steel Tgrgsgrcgggtse‘el Castlron <sShre I 55hre Stgtlgflﬁss Tﬁff;g;,m Alumltar;rum Copper | Resin | Graphite | Super Alloy
O @] O O (=] (&) @ © o]
iT#e D& (D) B (R) i (1)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
65.100.20.20.150 4R 10 R2 20 10 150
65.12024 01 075 4R 75
65.120.24.01.100 4R 12 RO.1 24 12 100
65.120.24 01.150 4R 150
65.12024.02.0754R 75
65.120.24 02.100 4R 12 R0O.2 24 12 100
65.120.24.02 150 4R 150
65.120.24 03.0754R ]
65.120.24.03.100 4R 12 R0O.3 24 12 100
65.120.24 03.150 4R 150
65.120.24.05.0754R 75
65.120.24 05100 4R 12 RO.5 24 12 100
65.120.24.05.150 4R 150
65.120.24 10.0754R T
65.12024.10.100 4R 12 R1 24 12 100
65.120.24 10150 4R 150
65.12024 20.0754R 75
65.120.24 20 100 4R 12 R2 24 12 100
65.120.24 20150 4R 150
65.160.32.05.100 4R 16 RO5 39 16 100
65.160.32.05.150 4R 150
65.160.32.10.100 4R 16 R1 2 16 100
65.160.32.10.150 4R 150
65.160.32.20.100.4R 16 R2 30 16 100
65.160.32.20.150 4R 150
65.160.32.30.100 4R 100
65.160.32.30.150 4R 1 i3 e it 150
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/s #13% ® e e K 4 3% ®
- @ Milling Series @ Milling Series -

Ké&3ian 65°..: 65°..:; exion

18I Z2%(3E Miling Parameters Recommendation 271R% 33 [R] 2 ] 2 Flute Deep Groove Corner Radius End Mill

AT EWEET] | -

h 4 ®d

4 Flute Straight Shank Corner Radius End Miill ? H\T‘ ' -
| —
|

t

@D + £ T |
- i
WATEIH E PR AEW HER EEN S @di
Workpiece Material Carbon Steel Alloy Steel Quenched&Tempered Steel Hardened Steel
550C SCM = SKD = 5US HPM = NAK HPM-38 = STAVAX = SKD61 (=55HRC)

TIHRE 60 ~80m/min 50 ~ 70m/min 30 ~50m/min 20 ~ 30m/min
i s i i

s ; ﬁ

= ] i . g A dts Tolerance ne | T e é e ﬂ % @R | EedREE

Cutter Dia. Feeding Rate ; Feeding Rate Feeding Rate Feeding Rate D=3 00015 Coating Slotting €4l | Side Milling Face MiliingA Flute | Helix Angle | Workpiece HRC
mm/min mm/min mm/min mm/min 3<D<20 0002
6 4300 780 3200 580 2200 380 1100 160 = ST Tisi © © © 2 30° HRC=<65
8 3200 780 2400 580 1600 380 800 160
10 2600 | 780 1900 580 1300 380 650 160 WANEI#AEL cutting Materials © 3E% 54 Very Suitable ) i&& Suitable
12 2100 780 1600 580 1100 380 530 160
wER e WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
IIFEMHELE Ap and Ae recommendation G Aoy Stet Tgﬁsgrtiﬁgt%el Castion | ooy | Lsshec o Tﬁff;g;'m Alumlltjlr;'um Loppex| SResinll| raphite | Superalioy
{5 R 5 O @) 0] @) o | © @ [ © | @
Side Milling Side Milling
S ] 7n& (D) | mEA(R) | k(1) | D) | B=E(a1)
15D 1D Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
65.02.006.003.2LR | 06 [ 45
_ | |ow _ | ] oosD 65.02.008.003.2LR 0.8 45
65.02.010.003.2LR 1 45
65.02.012.003.2LR 02 .03 1:2 .16 0.8 3 45
igzﬁgggﬁaﬁiﬁf{iﬁn 65.02.015.003 2LR 15 45
; = o 65.02.020003.2LR 2 45
XERFEN, SREELAIREHSERE, HEIAR, 65.03.008.005 2R 08 45
® Adjust feed according to inclined angle. 65.03.010.0052LR 1 ' i 45
¥When corner machining, reduce the feed by approximately 50% ~ 30%. 65.03.012.0052LR 12 45
* Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient. 0.3 R0O.05 024 028 4 S T
65.03.015.0052LR 15 45
65.03.020.0052LR 2 45
65.03.025.0052LR 25 45
65.03.030.005.2LR 3 45
65.04.010.0052LR | 1 | 45
65.04.015.0052LR 15 45
65.04.020.005.2LR &) 45
65.04.025.0052LR 25 45
65.04.030.005.2LR 04 L 3 e L 4 45
65.04.040.005.2LR 4 45
65.04.050.005 2LR 5 45
65.04.060.005.2LR 6 45
65.05.015.005.2LR 15 45
65.05.020.0052LR 2 45
65.05.030.0052LR 3 45
65.05.040.005.2LR 4 45
65.05.060.005.2LR 05 RO.05 6 04 046 4 45
65.05.080.0052LR 8 45
65.05.100.005.2LR 10 50
65.05.015.0102LR 15 45
65.050200102LR 2 45
65.05.030.0102LR 3 45
65.05.040.010.2LR 05 RO 4 04 0.46 4 45
165.05.060.0102LR 6 45
65.05.080.010.2LR 8 45
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/s #13% e e K 4 3%
@ Milling Series @ Milling Series
Ké&stian 65°..:: 65°..: tian®
271338 [E 2 T] 2 Flute Deep Groove Corner Radius End Mill {18IZ%{3E Miling Parameters Recommendation
= | 27RARET]

h

R s ) s 2 Flute Deep Groove Corner Radius End Mill
——— I
oo} 1
@d1 EEIHE et HETEH
Workpiece Material HPM-38 * :r::::ef ss;:l:‘l [~55HRC) snmr;i:d:;:::{'f:zmcj
7z Eﬁﬁﬁgﬁmﬂﬁ i3 i&% g ti%
BE :

:: d=h5 ;m;f{.;i.ﬁ Ci?ﬂg Sft‘:ng @ ﬁfz Milling IZ ?;'Zi Mllllng_% F?ui Hﬁﬁih ﬁ?ﬁﬁﬁ 0.5 [30000| 240 |0.005| 0.05 [30000| 200 [0.003 | 0.04 |30000| 160 |0.003 | 0.02 [30000| 120 |0.003 | 0.1
3<D<20 0-002 — _ : - 0gp |1 |30000] 180 0.005| 005 [30000| 150 |0.003 | 0.04 [30000| 120 |0.002 002 [30000 80 0002 001
R <0005 Tisi o o © 2 30 HRC<65 15 |30000| 120 |0.004| 005 |30000] 100 |0.002 | 0.04 |30000| 80 |0.002 | 002 |300000 60 |0.001 0.01
2 |30000] 70 0003| 0.05 [30000 50 |0.002| 0.04 |30000] 40 |0001 002 [30000 30 0001 001

WEI# ¥ cutting Materials © 3E#i84 Very Suitable () i& & Suitable 02 05 |30000| 240 | 0.01 | 0.05 |[30000| 200 |[0.003 | 0.04 |30000| 160 [0.003 | 0.02 |30000/ 120 |0.003| 0.01
o e i - P = ) 005 |1 |30000] 180 [0.007| 0.05 {30000 150 |0.003 | 0.04 {30000 120 |0.003 0.02 {30000 80 0.003 0.1
en = kel | peieicedd | P | Ml HAR | W (@R GE | A6ss 15 (30000 120 [0005| 005 |30000| 100 [0.002 | 0.04 |30000] 80 |0002 002 [30000 60 0002 001
Steel AloySteel | Tempered Steel | SO | ssshrc | ssshrc | Steel sl | mley | OREST] HOimCamhie ) Ssimectley 2 |30000| 70 0003| 005 |30000, 50 |0002| 0.04 |30000, 40 | 0002 002 [30000 30 0002 001
0 O 0 o o o @ o o 1 |30000| 350 '0.015| 0.1 |30000| 300 |0.003 | 0.08 |30000| 250 |0.003 0.04 |30000 200 | 0.003 | 0.03
15 |30000| 240 001 | 0.1 |30000 200 |0.003 | 0.08 |30000| 160 |0.003 004 |30000 120 0.003 0.03

e S (0) e (S ] [ e (] 002 | 2 |30000/ 180 '0.007| 0.1 |30000] 150 |0.003 | 0.08 [30000| 120 |0.003 | 0.04 [25000] 100 |0.003 | 0.03

Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length 25 |30000] 150 0005 01 }25000) 100 |0.002 | 008 |25000| 80 |0.002 004 20000_ 60 0002 0.03

S 00N i KO = & cie : 2 03 S RN D
£5.06.015.005.2LR 15 45 : : : - : : : :
65.06.020.005.2LR 5 s 15 |30000| 240 [0.015| 0.1 |30000| 200 |0.003 | 0.08 |30000| 160 |0.003 0.4 |30000 120 ' 0.003 0.03
65 06.040.005.5LR 4 T 005| 2 |30000/ 180 001 01 |30000 150 |0.003 | 0.08 |30000| 120 |0.003 004 [25000 100 K 0.003 0.03
65.06.060.005.2LR 06 RO.05 6 048 0.56 4 45 25 |30000| 150 (0007, 01 |25000| 100 |0002 | 0.08 [25000| 80 |0.002| 004 [20000/ 60 |0.002]| 0.03
65.06.080.005.2LR 8 — 45 3 |30000] 70 (0005 0.1 [25000/ 50 [0.002 | 0.08 [25000| 40 | 0.002 004 20000 30 0.002 0.03
65.06.100.005 2LR 10 50 1 |30000| 450 [0.015| 0.12 |30000| 400 |0.005| 0.1 |28000| 350 |0.005 005 |25000 300 ' 0.004 0.04
65.06.015.010.2LR 15 45 15 |30000 400 0012 0.12 |30000, 350 |0.005 01 |28000| 300 0005 0.05 |25000 260 0.004 004
65.06.020.010.2LR 2 45 002 | 2 (30000 360 K001 | 012 [30000) 300 |0.005| 0.1 |25000| 250 |0.005 0.05 |25000| 220 | 0.003 0.04
65.06.040.010.2LR 06 RO.1 4 048 056 4 45 25 |30000| 340 0.008| 0.12 |28000| 280 |0.004 | 0.1 [25000| 240 |0.004 0.05 [20000 180 0.003 0.04
65.06.060.010.2LR ) ’ 6 ’ ’ 3 |30000| 320 0.008| 0.12 |25000| 250 [0.004 | 0.1 |23000| 220 |0.003 005 |[18000 160 |0.002 0.04
65.06.080.010.2LR 8 . S 4 |30000] 250 0006 0.12 |25000| 200 |0.003 | 0.1 |20000| 160 |0.002 0.05 [18000 120 | 0.002 0.04
6306 100 1I0AR 10 90 04 1 |30000] 450 0.025| 0.12 |30000| 400 |0.005| 0.1 |28000| 350 |0.005 005 |25000/ 300 | 0005 0.04
S e 2 i 15 |30000| 400 0022 012 |30000, 350 (0005 | 01 |28000| 300 0005 005 |25000 260 0005 004
gﬂgﬁg%g&g- 3 jg 005 2 [30000] 360 | 0.02 | 0.12 |30000| 300 |0.005| 0.1 |25000| 250 |0.005 0.05 |25000 220 |0.005 0.04
oSO i it . i o 4 T 01 | 25 |30000) 340 0015 0.12 (28000 280 |0.004 | 0.1 |25000) 240 |0.004 005 |20000 180 0.004 0.04
TR 5 5 3 |30000| 320 0.015| 012 |25000] 250 |0.004 | 0.1 |23000] 220 |0.003 | 005 [18000] 160 |0.003 | 0.04
e il — 4 30000 250 001 | 0.12 [25000] 200 0003 01 |20000) 160 |0.002 005 [18000 120 0002 0.04
ST R % =5 1 |30000| 600 [0.016| 0.14 |25000| 500 |0.008 | 0.15 |23000| 450 |0.006 0.1 |20000 400 0.004 008
65.08.020.010.9LR 5 5 2 |30000] 500 0014 0.14 [25000] 420 0007 | 0.15 [23000) 360 |0.005 0.1 |20000 300 0.003 008
65.08.030.0102LR 3 a5 00p 3 |30000] 420 [0.012] 0.14 |25000| 350 [0.006 | 0.15 [23000| 320 |0.004 | 0.1 |20000| 280 |0.003 | 0.08
65.08.040.010.2LR 4 45 4 |25000] 380 001 | 0.14 [25000] 300 0004  0.15 [23000) 240 (0002 0.1 |20000 180 0.002 008
65.08.060.010.2LR 08 RO.1 6 064 076 4 45 5 |25000| 300 0.008| 0.14 |20000| 200 |0.003 | 0.15 |18000| 150 |0.002 0.1 [16000 100 |0.002 0.08
65.08.080.010.2LR 8 45 6 |25000| 250 ©0.004| 014 |20000 160 |0.002 | 0.15 18000 100 (0001 01 [16000/ 70 0001 O0.08
65.08.100.010.2LR 10 50 03 1 |30000) 600 | 0.03 | 014 |25000| 500 | 0.01 | 0.15 |23000| 450 |0007 01 |20000 400 |0005 008
65.08.120.010.2LR 12 50 2 130000 500 0.025| 014 |25000| 420 | 0.01 | 0.15 [23000| 360 |0.007 | 0.1 |20000 300 0.005 0.08
65.08.020.020.2LR 2 45 3 |30000| 420 | 002 | 0.14 |25000| 350 |0.008 | 0.15 |23000| 320 |0.005 0.4 [20000 280  0.003 0.08
65.08.030.020.2LR 3 45 005 = 125000 280 0.015| 0.14 |25000| 300 |0.005 | 0.15 | 23000 240 |0.003 0.1 |20000 180 0.002 0.08
65.08.040.020.2LR 4 45 01 5 25000] 300 | 001 | 0.14 [20000] 200 [0.004 | 0.15 [18000| 150 |0.003 | 04 |16000| 100 |0.002 | 0.08
G03.060 120 41 B 48 Bl = 052 S 4 45 6 |25000| 250 ©0008| 014 |20000| 160 |0.003 | 015 |18000| 100 |0002 01 |16000 70 0001 008
gg gg Egg gﬁﬂiﬁ ﬁ] gg— 06 | 0gp |2 |30000] 600 [0.016] 02 |25000| 500 [0.012 | 02 |23000| 400 |0.006 | 015 |20000| 320 |0.004| 0.1
T T = = > 4 |25000] 450 0012] 02 [23000 400 [0007 | 02 |20000] 300 |0.004 015 [18000 200 0003 0.1
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A 5%

/s #3% ® e e V4 ®
& = @ Milling Series @ Milling Series k
K&stion 65°.5: 65°.5: &stion
P1EIZ2#3E Miling Parameters Recommendation ATIRIEEIET] 4 Flute Deep Groove Corner Radius End Mill
27FRBERET] - P ;

2 Flute Deep Groove Corner Radius End Mill = \ L, e
©D |
WITEIHE R HRER Ay o
Workplel:'.e Material Q“EMhEd&T“'iT:"‘::::E]Hm . HFM-S&'::;::'!E"SSI:I:I{"‘SSHRCI 5m1m:1‘;{tf:;nnc| 58'1::"":5'::![!."
3 o

P

min-1 | mm/min in- wE :
6 |23000] 300 |0.008| 02 |20000| 200 [0.005| 0.2 |18000| 150 |0.003 | 0.15 [12000| 100 |0.002| 0.1 L8 d-hs el e T3k S|?t§]g 7 g?f: Milling é Eﬁ Mming_%_ gﬂi Hﬁi,e \ﬁﬁﬁﬂi
002 8 [18000 200 [0.006 02 [16000| 150 0003 02 [14000 100 |0.001 | 0.15 [10000| 80 |0.001 0.1 T e A '
10 [16000| 120 [0.003] 02 [14000| 100 |0.001 | 02 [12000| 80 |0.001| 0.15 [ 8000 | 50 |0.001| 01 = ST Tisi © © © 4 30° HRC<65
06 2 |30000| 600 0035/ 02 |25000] 500 | 0.02 | 02 |23000| 400 | 0.01 | 0.15 [20000| 320 |0.007| 0.1
0os 4 |25000] 450 [0.025| 02 |23000| 400 [0.015 02 |20000| 300 |0.007 | 0.15 |18000| 200 [0.005 | 0.1 WANEIF cutting Materials © 3E#i% 4 Very Suitable () 3& 4 Suitable
04 6 [23000] 300 0015 02 [20000] 200 |0.008 02 |18000| 150 |0.005| 0.15 [12000| 100 [0.003| 0.1 . o in o I vig Deia I ) e e
8 [18000| 200 | 0.01 | 02 [16000| 150 [0.005 02 (14000 100 [0.002 | 0.15 [10000| 80 [0.001| 0.1 g — et | = iinbigsetsindl|| s S B et B0l o | || s
10 [16000| 120 |0.005 02 [14000/ 100 0002 02 |12000 80 0001 015 |8000 50 | 0001 O.1 Steel Y Tempered Steel ssshre | >Sshre | Steel Alloy Alloy Gl bl Bt
2 |30000| 900 |0.016 025 |25000| 700 |0.012 | 025 |23000| 600 |0.006 | 0.15 |20000| 450 | 0.003 | 0.12 0 0 0 0 o o o o o
00y 4 |28000| 700 [0.012] 0.25 [25000| 600 |0.008 0.25 |23000| 500 |0.005 | 0.15 [20000| 350 |0.002 | 0.12
oo | 6 |25000| 500 |0.008| 0.25 |20000| 350 |0.005 025 |18000| 250 |0.003 | 0.15 |16000| 200 |0.002 | 0.12 e o T o TR v e
0.05 2 30000| 900 | 004 025 |25000) 700 | 003 025 [23000| 600 |0015  0.15 |20000) 450 | 0.01 012 Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
01 4 |28000| 700 | 0.03 | 025 |25000| 600 | 0.02 | 0.25 [23000] 500 | 0.01 | 0.15 |20000] 350 |0.007 | 0.12 T . i
6 |25000| 500 | 0.02 025 |20000 350 | 001 025 [18000 250 |0.007 | 0.15 [16000) 200 0005 012 6510 040005 4LR 7 %
2 |28000] 1000 [0.016] 03 |25000| 800 |0.014 025 |23000| 700 |0.006 | 0.16 |20000| 500 |0.005] 0.14 65.10.060.005 4LR 6 s
002 |4 |26000] 900 |0.012) 0.3 }25000 700 |0.008 | 0.25 | 23000 600 |0.005 ) 0.16 |20000| 400 | D.003 | 0.14 65.10.080.005.4LR 1 R0.05 8 08 0.95 4 | 56
6 |23000] 700 [0.009) 03 |20000| 550 |0.006 | 0.25 | 18000| 450 |0.004 | 0.16 [16000| 320 | 0.002 | 0.14 65.10.100.005.4LR 10 50
8 |18000| 500 |0.006| 03 |16000 400 0003 025 |14000| 300 |0.002 | 0.16 [12000| 200 |0.002 | 0.14 $5.10.120.005 4LR 12 50
0.8 2 |28000] 1000 | 0.05 | 03 |25000| 800 | 0.03 | 0.25 |23000| 700 | 0.02 | 0.16 |20000| 500 [0.015] 0.14 65.10.150.005.4LR _ 15 _ 50
005 4 |28000| 900 |0.045 03 |25000| 700 |0.025 025 |23000 600 |0.015| 0.16 |20000| 400 | 0.01 | 0.14 £5.10.030.010.4LR 3 50
o1 | 6 |[23000] 700 | 0.03 | 03 |20000] 550 | 0.02 | 0.25 |18000| 450 | 0.01 | 0.16 |16000| 320 |0.007 | 0.14 65.10.040.010.4LR 4 50
02 8 |18000| 500 | 0.02 0.3 |16000| 400 001 0.25 |14000 300 |0.005  0.16 |12000 200 |0.005| 0.14 65.10.060.010.4LR 6 50
12 |16000| 300 |0.007| 03 |14000| 200 |0.005 025 |12000] 120 |0.003 | 0.16 |10000| 80 |0.001| 0.14 65.10.080.010.4LR 1 01 8 0.8 0.95 4 50
0o | 04 4 [25000] 1100 005 03 |25000] 850 | 0.03 | 0.3 |20000| 700 | 0.02 | 02 |18000] 600 | 0.01 | 015 gg:g:gg-g}g-itﬁ 12 +
' ' 8 |[18000| 500 | 0.03 | 03 |16000| 400 | 0.01 | 03 |[14000| 350 |0.008 | 02 |10000| 250 |0.005] 0.15 -10:420. 010 %0
65.10.150.010.4LR 15 50
65.10.030.020.4LR 3 50
K ISRIE SRR TR R o AR B B =4 £5.10.040 020 4LR 4 50
XHIARMapETMA DA RE, aeRTmERHANIARE. 65.10.060.020 4LR 6 50
KIETTRIAN TR B, SRS T
KAERZEIABIRO7S ., SRR (188) #FIMmT. 22}3?§33§3th 1 R02 180 o e ) +
*L (BREE) /D (D42 ) RiZeEM, HISNSANHLEERERS0%T, IARREAR30%UT D T LU el A : :
KNS HIMRHREIAR: apRHEREIGTENS0%UT, REEN et aE 12 e
XRERN, WE ISR R ERE R . B, EHMISER R b R . 6310 150.020.41 2 15 50
65.10.030.030.4LR 3 50
¥ Adjust milling conditions according to milling shape and machine type, 65.10.040.030.4LR 4 50
i : 5%
X Facoramand ¥osa OF it CoCIBnK 1 mackeing Hardaned siad 65.10.060 030 4LR 6 T
¥ Recommend to apply helical or ramping for approaching into axial direction. 65.10.080.030.4LR 1 R0.3 8 08 0.95 4 50
¥ Adjust feed rate 50% lower and cutting depth (ae) 30% lower for milling deep wall area when L/D exceeds 8 for stable milling. 65.10.100.030.4LR 10 50
¥ For slotting, recommend reciprocating milling by adjusting feed & ap in below 50% of recommended milling condition, 65101 2t}'_'[}'3'0_4|_|§ 12 50
¥ Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine, 65.10.150.030.4LR 15 I T
65.15.040.005.4LR 4 50
65.15.060.0054LR 6 50
65.15.080.005.4LR 8 50
65.15.100.005.4LR 15 R0.05 10 12 143 4 50
65.15.120.005 4LR 12 50
65.15.150.005.4LR 15 50
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/ RISE ® @ \Viling Seri @ Miling Seri K’ﬁ'gz. i3
K&stian 65°.s 658°.: oian

> . . b > " .
ATFEAEIET] 4 Flute Deep Groove Comer Radius End Mill ATIREAEIET] 4 Flute Deep Groove Corner Radius End Mill
L L
R Il - R h i
T mmm— R, = T mmm— A )
o] [ o
d1 T od1
4228 d=h5 Tolerance 35 e % Mgk a (7 p DAE:S ﬁﬁﬁ iﬁﬁ‘ﬁw 4\88 ; d=h5 Tolerance ﬁg FE sk % i / DAL ﬁﬁﬁ E‘éﬂw
D=3 00015 Coating Slotting Side Milling [£4  Face MillingA Flute Helix Angle | Workpiece HRC e 00015 Coating Slotting 4l | Side Milling Face Milling A‘ Flute Helix Angle | Workpiece HRC
31<D<20 0.-0.02 = __ : = 3<D<20 0,-0.02 = __ = = =
= 0005 TiSi (@] | © (e} 4 30 HRC<65 5 D05 TiSi (] (&} (&} 4 30 HRC=<65
WANEI#¥ Cutting Materials ©3E#iE& Very Suitable () i&#& Suitable #HNEI#¥E cutting Materials © 3E# 3 & Very Suitable (& Suitable
gt 28t WES | W bl | FHW | HA® | BAe | @ AW AR | mEee D] aaw WER | W% | wadodtee | AEW AR | EA® | @ WE  BE | mEAR
csat?éi . Alloy Steel Tgxgggggt%el Castlron | <sshre | »55hrc | Sts?g‘{!(iass T‘tgﬂ";;m A!u;rllll:)r‘}um Copper | Resin | Graphite | Super Alloy csatzﬁ ) Alloy Steel Tgrgsgrcgggtse‘el Castlron <sShre I ~SShre Stgtlgflﬁss Tﬁff;g;,m Alumltar;rum Copper | Resin | Graphite | Super Alloy
&) @) @ @) (=] (&) (@] © @ O @ O Q (&] (&) @ © =
s n& (D) | m@(R) | mek() | mE(n) |weE(a) | @& | 2k (L) ke nE(p) | mm(R) | wEk () | mE() |esm@) | #&d) | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
65.15.200.0054LR 20 60 65.20.160.0104LR [ 16
65.15.250.0054LR 15 R0.05 25 12 143 4 75 65.20.2000104LR 20
65.15.300.0054LR 30 75 65_20_250_[}1.0_4LR 5 RO 25 16 101 4 IE]
65.15.040.0104LR | 4 50 65.20.300.0104LR 30 75
65.15.060.010 4LR 6 50 65.20.350.0104LR 35 15
65.15.080.010 4LR 8 50 65.20.400.0104LR 40 75
6515100 0104IR 10 50 65.20.060.0204LR C 50
6515120010 4LR 15 RO1 12 12 143 4 50 65.20.080.0204LR 8 50
65.15.150.010 4LR 15 50 65.20.100.0204LR 10 50
6515200010 4LR 20 60 6520120020 4LR 12 50
6515250010 4LR | 25 75 65.20.160.020 4LR 5 RO.2 16 16 191 4 50
65.15.300.0104LR 30 75 65.20.200.0204LR 20 60
65.15.040.020 4LR 4 50 65.20.250.0204LR 25 75
65.15.060.020 4LR 6 50 65.20.300.0204LR 30 75
65.150800204R | 8 50 65.20.350.020 4LR 3 75
65.15.100.020 4LR 10 50 6520400020 4LR 40 75
65.15.120.020 4LR 15 R0O2 12 12 143 4 50 65.20.060.030.4LR 6 50
65.15.150.020 4LR 15 50 65.20.080.0304LR 8 50
65.152000204LR | 20 60 65.20.100.0304LR 10 50
65.15.250.0204LR 25 75 65.20.120.0304LR 12 50
65.15.300.020 4LR 30 75 65.20.160.0304LR 5 RO.3 16 16 101 4 50
65.15.040.030 4LR | 4 50 65.20.200.0304LR 20 60
65.15.060.030 4LR 6 50 65.20.250.0304LR 25 75
65.15.080.0304LR 8 50 65.20.300.0304LR 30 75
65.15.100.030 4LR 10 50 65.20.350.0304LR 35 79
65.15.120.030.4LR . 15 R0O.3 12 12 143 4 50 65.20.400.030.4LR 40 75
65.15.150.030 4LR | 15 50 65.20.060.0504LR 6 50
65.15.200.0304LR 20 60 65.20.080.0504LR 8 50
65.15.250.030 4LR 25 75 65.20.100.0504LR 10 50
65.15.300.0304LR 30 75 6520120050 4LR 12 50
1 2 RO5 16 191 4
65.20.060.0104LR 6 50 65.20.160.050 4LR 16 50
6520080010 4LR 5 i 8 16 16 4 50 6520200050 4LR 20 G0
6520100010 4R | : 10 ' 50 65.20250.050.4LR 2 75
6520120010 4LR 12 50 65.20.300.0504LR 30 75
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& :EiP ® @ \Viling Seri @ Miling Seri K’ﬁ'ﬁ. =
K&stian 65°..5 65°..5 oian

ATIRERIET] 4 Flute Deep Groove Comer Radius End Mill ATFEEEET] 4 Flute Deep Groove Corner Radius End Mill
L E:
R Fil R Fél
VT od_ . od_
T mmm—i N S T mmme—) N T
@D I ] @D [ 1
T o1 ot

438 d=h5 Tolerance ﬁg FE i Mgk é E V AL mﬁ ‘E‘é‘ﬂ'ﬂw 4\88 ; d=h5 Tolerance ﬁg FrE i M % i % 7 mﬁ ‘Eﬂﬁw

D=3 00015 Coating | Slotting &4l | Side Milling | Face Milling _Z | Flute | Helix Angle ~Workpiece HRC s 00015 Coating | Slotting | Side Milling Face Milling %4~ Flute  HelixAngle | Workpiece HRC

:‘ D<20 :ﬂ*;g: Tisi o o o 4 30° HRC<65 a <D<20 :4::]3; Tisi | o o o 4 30° HRC<65

WANEI#¥ Cutting Materials ©3E#iE& Very Suitable () i&#& Suitable #HNEI#¥E cutting Materials © 3E# 3 & Very Suitable (& Suitable

e 229 WA | W bl | AU | AR | BAR | @ AW AR | mEee E 2o WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
csat?éi" Alloy Steel Tgxgggggti‘ei Castlron <sshre | »55hrc | Sts?g‘{!(iass T‘tgﬂ";;m A!u;rllll:)r‘}um Copper | Resin | Graphite | Super Alloy csatz’éi" Alloy Steel Tgrgsgrcgggtse‘el Cast Iron <sShre I ~SShre Stgtlgflﬁss Tﬁff;g;,m Alumltar;rum Copper | Resin | Graphite | Super Alloy
0 o 0 o o [5) o o o o 16 o 0 o o o o 5

e n&(p) | ma(r) | w=km) | (0 |[m=zn) | w&(@) | 2k (L) TS Ef(R) | @k (1) | #E () | @s@(a) | ®B&(d)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

6520350 050 4LR 35 ' [ 75 65.25.150.050 4LR ' 15 ' 50
6520 400,050 4LR 2 RO.5 40 1.6 1.91 4 75 6525 200 050 4LR 20 50
6525080010 4LR 8 50 65.25 250 050 4LR 25 75
6525100 010 4LR 10 50 6525 300 050 4LR 30 75
6525 150 010 4LR 15 ' 50 65.25.350.050 4LR 25 R0.5 35 2 2.39 4 75
6525200010 4LR 20 60 6525 400 050 4LR 40 75
6525250 010 4LR 25 75 65.25 450 050 4LR 45 100
6525300010 4LR 25 RO1 30 2 239 4 75 6525500050 4R 50 100
6525350 010 4LR 35 _ 75 65.30.100.010 4LR 10 50
6525400 010 4LR 40 75 6530 150 010 4LR 15 60
6525450 010 4LR 45 100 65.30 200,010 4LR 20 60
6525500010 4LR 50 ' 100 6530 250 010 4LR 25 75
6525 080020 4LR 8 50 65.30.300.010 4LR 30 75
6525100020 4LR 10 ' 50 6530350 010 4LR 3 RO.1 35 24 285 6 75
6525150 020 4LR 15 50 6530400 010 4LR 40 75
65.25200.020 4L.R 20 | | 60 '65.30.450.010 4LR 45 100
6525250 020 4LR 25 75 65.30.500.010.4LR 50 100
6525 300020 4LR 25 RO.2 30 2 239 4 75 6530550 010.4LR 55 100
6525 350,020 4LR 35 ' s 65.30.600.010 4LR 60 100
65.25 400.020 4LR 40 ' |75 65.30.100.020 4LR 10 50
6525 450 020 4LR 45 100 65.30.150.020 4LR 15 60
6525 500020 4LR 50 100 6530 200 020 4LR 20 60
6525080030 4LR 8 ' . 80 65.30.250 020 4LR 25 75
6525 100 030 4LR 10 50 65.30 300020 4LR 30 75
6525 150 030 4LR 15 50 65.30.350.020 4L.R 3 R0.2 35 24 2.85 6 75
6525 200,030 4L.R 20 60 6530 400 020 4LR 40 75
65.25250.030 4LR 25 ' 75 65.30.450.020 4LR 45 100
6525 300030 4LR 25 RO.3 30 2 239 4 75 65.30.500 020 4LR 50 100
6525350 030 4LR 35 75 65.30.550.020 4LR 55 100
6525400 030 4LR 40 75 65.30 600.020 4LR 60 100
6525 450 030 4LR 45 ' 100 65.30 100 030 4LR 10 50
6525 500030 4LR 50 100 6530150 030 4LR 15 60
165.25.080.050 4LR . . 8 |, - P ] 6530.200.030 4LR # R 2 A R > 60
6525100050 4LR : : 10 : 50 6530 250 030 4LR 25 75
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& :-EP ® @ Miling Seri @ Milling Seri Kfﬁlgi‘ L
K&stian 65°..5 65°..5 oian

TIi538[E 2 7T] 4 Flute Deep Groove Corner Radius End Mill ATIRIEEET] 4 Flute Deep Groove Corner Radius End Mill
N| L
R Al R 1
@d bd
———— N e ————y N e
W% . o0 £ [ i
T odl T ©d1 x

438 d=h5 Tolerance 25 FHE 1 sk z ki V N Wﬁ Eéﬂm 4\88 ; d=h5 Tolerance ?E e gk % (i a 0 mﬁ Eﬁﬁﬂm
ey 00015 Canting Slotting  [Z4 | Side Milling | Face Milling _4 Flute  HelixAngle | Workpiece HRC D3 00015 Coating Slotting Side Milling | Face Milling _4 Flute | Helix Angle | Workpiece HRC
:‘ D<20 :ﬂ*;g: Tisi o o _ o 4 | 30 HRC<65 :F: <D<20 z::]g: Tisi o o o 4 30° HRC<65
WANEI#¥ Cutting Materials ©3E#iE& Very Suitable () i&#& Suitable #HNEI#¥E cutting Materials © 3E# 3 & Very Suitable (& Suitable

e 229 WA | W bl | AU | AR | BAR | @ AW AR | mEee E 2o WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
csat?éi h Alloy Steel Tgxgggggti‘ei Castlron <sshre | »55hrc | Sts?g‘{!(iass T‘tgﬂ";;m A!u;rllll:)r‘}um Copper | Resin | Graphite | Super Alloy csatzﬁ n Alloy Steel Tgrgsgrcgggtse‘el Cast Iron <sShre I ~SShre Stgtlgflﬁss Tﬁff;g;,m Alumltar;rum Copper | Resin | Graphite | Super Alloy

0 0 0 o () @ @ © © 0 @) 0 0 () (s} © © o)

TS 7@ (D) | @ (R) | emmk(1) [ b)) | @@ (d) | @2 (d) 24 (L) iTe n& (D) | ms(R) | e=k(n) | DE() |[#s@(0)| ®m&d) | 2€(L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

65.30.300.030 4LR ' 30 ' 75 65.40.400.010.4LR 75
65.30.350.030 4LR 35 75 65.40.500.010.4LR 100
65.30.400.030 4LR : 40 75 65.40.600.010.4LR 4 RO.1 6 100
65.30.450.030 4LR 3 R0O.3 45 24 285 6 100 65.40.700.010 4LR 110
65.30.500.030 4LR [ 50 100 65.40.800.010 4LR 120
65.30.550.030 4LR ' 55 100 65.40.120.020 4LR 60
65306000304LR ' 60 100 65.40.160.020 4LR 60
65.30.100.050 4LR 10 50 65.40.200.020 4LR 60
65.30.150.050 4LR 15 60 65.40.250.020 4LR 75
65.30.200.050 4LR 20 60 65.40.300.020 4LR 4 R02 . ; 6 75
65.30.250.050 4LR 25 75 65.40.400.020 4LR 40 75
65.30.300.050 4LR ' 30 75 65.40.500.020 4LR 50 100
65.30.350.050 4LR 35 75 65.40.600.020 4LR 60 100
65.30.400.050 4LR 3 RO.5 40 24 285 6 75 65.40.700.020 4LR 70 110
6530450 050.4LR 45 100 65.40.800.020 4LR 80 120
65.30.500.050 4LR | 50 100 65.40.120.030 4LR [ 12 [ 60
65.30.550.050 4LR 55 100 65.40.160.030 4LR 16 60
65.30.600.050 4LR ' 60 100 65.40.200.030 4LR 20 60
65.30.100.100 4LR 10 50 65.40.250.030 4LR 25 75
65.30.150.100 4LR [ 15 50 65.40.300.030.4LR 4 R0.3 30 32 38 6 75
65.30.200.100 4LR 20 60 65.40.400.030.4LR 40 75
65.30.250.100 4LR 25 75 65.40.500.030 4LR 50 100
65.30.300.100.4LR f 30 75 65.40.600.030 4LR 60 100
65.30.350.100 4LR 3 R1 35 24 285 6 75 65.40.700.030 4LR 70 110
65.30.400.100 4LR 40 75 65.40.800.030.4LR 80 120
65.30.450.100.4LR [ 45 100 65.40.120.050 4LR 12 60
65.30.500.100 4LR [ 50 100 65.40.160.050 4LR 16 60
65.30.550.100 4LR _ 55 100 65.40.200.050 4LR 20 60
65.30.600.100 4LR 60 100 65.40.250.050 4LR 25 75
6540.120.0104LR _ 12 60 65.40.300.050 4LR 4 RO5 30 32 38 6 75
65.40.160.0104LR 16 60 65.40.400.050 4LR 40 75
6540.200.0104LR 4 RO.1 20 32 38 6 60 65.40.500.050 4LR 50 100
6540250 0104LR . 25 75 65.40.600.050.4LR 60 100
6540.300.0104LR 30 75 '65.40.700.050 4LR 70 110
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@ Milling Series
HHIET

K

il 5Z

exian
4% f’;’_'ﬁ‘}@ IEL;%;_I] 4 Flute Deep Groove Corner Radius End Mill

L
R 1
e —— m
\ i, 15" -
Y
— ] | : |
®d1 x
oo D mm | exs  sconss
#: d=h5 Tolerance Fhats e g g g / : (=] .
D=3 0,-0.015 Coating Slotting Side Milling Face Mi”lngA Flute Helix Angle = Workpiece HRC
2B o Tisi ) ) ) 4 30° | HRCs65
+0.005
WANEIFFEL cutting Materials © 3E#i54 Very Suitable &4 Suitable
) 24t WER | W% | wadodtee | AEW AR | EA® | @ WE  BE | mEAR
csatz’éi" Alloy Steel Tgrgsgrcgggtse‘el Cast Iron <55hre h>55hrc Stgtlgflﬁss Tﬁff;g;,m Alumltar;rum Copper | Resin | Graphite | Super Alloy
O @) O Q (&] (&) @ © «}

ITES

Code No.

7¢& (D)

Cutter Dia.

Ef (R)
us | Effective Length

Corner Radi

B (1)

7 (1)
Length of Cut

B (d1)
Neck Dia.

hz (d)
Shank Dia.

2% (L)
Overall Length

65.50.800.030 4LR 5 R0O.3 80 475 6 120
65.50.160.050 4LR 16 60
65.50.200.050 4LR 20 60
6550250050 4LR 25 75
65.50.300.0504LR 5 RO5 30 475 6 75
65.50.400.0504LR 40 735
65.50.500.050.4LR 50 100
65.50.600.050 4LR 60 100
65.50.800.0504LR 80 120
65.50.160.100 4LR 16 60
65.50.200.100.4LR 20 60
65.50.250.100 4LR 25 Tass
65.50.300.100 4LR 30 S
65.50.400.1004LR 3 R1 40 475 6 75
65.50.500.1004LR 50 100
65.50.600.1004LR 60 100
65.50.800.1004LR 80 120

K @ Milling Series
e xia n e
ATR3E[E 2 T] 4 Flute Deep Groove Corner Radius End Mill
L
R h
/ @d
T mmm— e LA
®D | {
T $d1
438 d=h5 Tolerance ﬁg FHE g a i z‘ ¥ ﬁﬁﬁ E‘éﬂﬂ-ﬂﬁ
D=3 00015 Coating Slotting Side Milling Face Milling %% | Flute |HelixAngle Workpiece HRC
S S Tisi o o o 4 30° HRC<65
WAnEIHE Cutting Materials ©3E#i&#& Very Suitable  i& & Suitable
i 224 WER | BB redeihes  AEE | HA: | BAe B B AR | mEas
csat?éi" Alloy Steel Tgxgggggt%el Castlron <sshre | »55hrc Sts?g‘{!(iass T‘tgﬂ";;m A!u;rllll:)r‘}um Copper | Resin | Graphite | Super Alloy
0 o 0 0 e | © <} o o
iTES 7 (D) Ef (R) B (1) e (1) |=E (d1) iz (d) 2 (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
65.40.800.0504LR 4 R0O.5 80 32 38 6 120
65.40.120.1004LR 12 60
65.40.160.1004LR 16 60
65.40.200.1004LR 20 60
65.40.250.1004LR 25 75
65.40.300.1004LR 4 R1 30 32 38 5] 75
6540400.100.4LR 40 75
65.40 500100 4LR 50 100
65.40.600.1004LR 60 100
65.40.700.1004LR 70 110
65.40.800.1004LR 80 120
65.50.160.0104LR 16 60
65.50.200.0104LR 20 60
65.50.250.0104LR 25 75
65.50.300.010 4LR 30 75
6550400010 4LR 5 RO1 40 4 475 [§] 5
65.50.500.0104LR 50 100
65.50.600.0104LR 60 100
165.50. 8{]0 0104LR 80 120
#5.50.160.020 4LR 16 60
65.50.200.020 4LR 20 60
65.50.250.020 4LR 25 75
655.50.300.020 4LR 30 75
65.50400.0204LR 5 R0O.2 40 4 475 6 75
65.50.500.020 4LR 50 100
65.50.600.020 4LR 60 100
65.50.800.020 4LR 80 120
65.50.160.030 4LR 16 60
655.50.200.030 4LR 20 60
65.50.250.0304LR 25 75
65.50.300.030 4LR 3 R0O.3 30 4 475 6 75
65.50.400.0304LR 40 75
6550500030 4LR 50 100
65.50.600.030 4LR 60 100
116
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@ Milling Series @ Milling Series & =
Ké&stian® 65°:s 65°. exian
18I Z2%3E Milling Parameters Recommendation {18IZ2%{3E Miling Parameters Recommendation

ATNFBERET] ATIRBEET]
4 Flute Deep Groove Corner Radius End Mill 4 Flute Deep Groove Corner Radius End Mill

Hﬂ]g}ﬁ'ﬁ enchedf | %ﬁ!ﬂ;‘lm | | l!{iﬁ el Ib%ﬁi Hﬂ]ﬁjﬂﬁ ched& ed 1] Hﬁ'l’!nedm Bl 5!? d Steel
au T pemd Steel HPM * NAK H st Hai sta Too! steel a 3 Steel HPM * NAK st H s
Workpiece Material gT‘Aanc:H HPM-38 "+ STB;VAR . sr.;i{'ssnm‘.] sKD11 :PEDEB {~&2HRT) su:::"osn«cp Workpiece Material S em!:'tunc}n HPM-38 + STAVAX * 5K:6‘l {~S5HRC) snnui- :i':'s!ﬂ {~62HRC]
P S R (1=

DNE |EfLE BRI B | S

Comr e s %0 : e | omer e | oS gl
2 |30,000| 2,800 | 0.016 | 0.35 |25,000 2,300 0.012 | 0.3 |21,000 2,000 | 0.01 | 0.25 |17,000] 1,400 | 0.008 | 0.2 4 [18,000/2,800 018 | 1 [15,000{2300| 0.1 | 0.8 [13,000 2,000 0.07 A 07 [10,000 1,400 005 | 06
3 [28,000/ 2,500 |0.016 | 0.35 [23,000 2,100 0012 | 03 [20,000 1,800 | 0.01 | 0.25 [16,000 1,300 0.008| 02 005 6 |[16,000/2500 017 1 (13,000 2,100| 0.1 | 0.8 [11,000(1,800| 007 0.7 [9,000 1,300 005 06
4 |25.000/2,200 |0.014 | 0.35 |21,000/ 1,800 001 | 03 |18,000 1,500 | 0.008 | 0.25 |14,000| 1,100| 0.005| 02 o1 | 8 (1400012200 0.16 | 1 |11,000 1,800 0.1 | 0.8 |9,500 1,500 007 = 07 |7,500| 1,100 005 06
002 | 5 (23,000 1,900 0012 | 0.35 |19,000 1,600 0.008 | 0.3 |16,000 1,400 |0.005 | 0.25 13,000/ 1,000 0.003| 02 3 | p2 | 12 [13,500/2,000 016 1 |11,000 1,600 0.08 | 0.8 |9,500 1,400 006 07 7500 1000 004 06
6 [20,000]1,700 | 0.01 | 0.35 [16,000 1,400 0.008 | 0.3 14,000 1,200 | 0.005 | 0.25 |11,000/ 850 |0.003| 02 03 | 16 ([12,000/ 1,800 0.14 | 1 |10,000 1,500 | 0.07 | 0.8 |8,500 1,300 | 0.05 07 |7,000| 900 003 06
8 |18.000/ 1,400 |0.008 | 0.35 |15000 1100 0.006 | 03 |13,000 900 |0.005| 025 |10,000/ 650 | 0.002| 02 05 | 20 (10,000/1400 012 1 |8,000) 1,100 0.05 | 08 |7,000 950 | 004 07 |5500 700 002 06
10 |16,000| 1,000 [0.006 | 0.35 [13,000 800 |0.004 | 0.3 |11,000 700 |0.003| 025 |9,000| 500 [0.002| 02 1 | 25 190001200 008 | 1 7500 1,000| 004 | 0.8 |6,500| 850 | 0.02 | 0.7 |5000 600 | 0.01 | 06
L 2 (30,000 2,800 |0.065 | 0.35 |25000 2300 005 | 0.3 |21,000 2,000 004 | 025 [17,000 1400 003 | 02 30 |8000 800 006 1 16500 650 003 08 15500 550 002 07 |4500 400 0007 06
00 |3 800012500 | 0.06 | 035 [23,000 2,100| 0.05 | 0.3 |20,000/1,800 | 0.04 | 0.25 |16,000] 1,300 0.03 | 02 01 132 :g:ggg ﬁ’ggﬁ g-zg 1-2 13-233 ;:gg g:: :i gﬁg ggg g-gg : ;ﬁg 12{83 g-x g-g
01 | 4 [%50002200 005 | 035 |21,000 1,800 004 | 03 18,000 1,500 003 | 025 14000 1,100 002 | 02 L
0o | O [230001,900| 005 | 035 |19,000 1,600| 003 | 03 [16,000 1400 | 0.02 | 025 [13,000] 1,000 001 | 02 4 g-g e T e e I Ty e e e
03 | O [2000011700 0045 035 |16,000 1400 002 | 03 [14,000 1,200 | 001 | 025 |11,000 850 |0007 02 ; e e B e e e e i e i
8 |18,000[ 1,400 |0.035 | 0.35 (15,000 1,100 0.015 | 0.3 13,000 900 |0.008 | 0.25 [10,000] 650 |0.005| 0.2 B T B g e e e Bt B i o oy S S Beanh S (e
10 [16,000/ 1,000 |0.025 | 0.35 (13,000 800 ' 001 | 03 [11,000 700 |0.006 025 |[9,000| 500 |0.005 0.2 02 : : - : : : - : : : - : : - :
g; 5 [24,0002,200 | 0.06 | 045 |20,000 1,800|0.045 | 04 [17,000 1,500 | 0.03 | 03 [14,000/ 1,100| 002 | 02 5 Rheg 20 [0000 2000 IiB | 32 |50 1600 0.1 2 | 500 1abd| 007 | 48 ] 500] 1,000 095 | 12
12 05 |10 [16,000/1400 | 0.04 | 045 [13000 1,100 003 | 04 |11,000 950 | 0.01 | 03 |9,000| 700 |0005| 02 POz om P e RO 0ot | 2 §Onn) e A o ooy e popt ) L
3 |28,000/ 2,800 |0.016 | 055 [23,000 2,300|0012 | 05 (20,000 2,000 | 001 | 04 (16,000 1,400 0.008| 03 g:; :; ?’3% iigg- %335- ! 3; g’gg ‘:;gg g:g 22 i-’-gg 1233 g'g { i g'gg- 1?% gﬁ- 12
25,000/ 2,400 | 0.016 | 0.55 |21,000 2,000 0012 | 05 [18,000 1700| 0.01 | 04 [14,000 1200|0008 03 6 | 03 2 = : : = : i = E . : :
002 | B [23,00012200 0014 | 055 19,000 1,800 0.01 | 05 [16,000 1,500 |0.008 | 04 [13,000 1,100|0.005| 03 Of i; 2’3% ﬁ?}o gf 2; 2%3 2?)?]0 g';g 3: ;ﬁg 1é?5%0 E'g; i ;’ﬁg 223 g'ﬁg 1:
8 |20,000] 1,800 |0.014 | 055 [16,000 1500 0.01 | 05 |14,000 1,300 | 0.008 | 04 [11,000 900 |0003| 03 : : : : : : : : = : :
12 [16,000( 1,400 [0.012 | 055 [13,000 1,100 |0.008 | 05 [11,000 950 |0.005| 04 |9,000| 650 |0002| 03
15 [14.000 1,000 |0.008 | 0.55 |11,000 800 0005| 05 |9,000 700 |0.003| 04 |7,000| 500 |0.002| 03
e 3 |28,000/2,800| 0.1 | 055 [23,000/ 2,300 005 | 05 |20,000 2,000 0.04 | 04 [16,000 1,400| 0.03 | 03
0.05 4155000/ 2,400 | 0.08 | 055 [21,000 2,000 005 | 05 [18,000 1700 | 004 | 04 |14,000 1200 003 | 03
01 ™6 |23000/2200 | 008 | 055 [19,000 1800 0045 | 05 |16,000 1500 | 003 | 04 [13,0001,100| 002 | 03
02 ™ 120,000/ 1.800 | 006 | 055 |16,000 1500 004 | 05 |14,000 1,300 0025 04 |11,000 900 | 001 | 03
03 42 16,000 1400 | 006 | 055 [13,000 1.100| 0.03 | 05 11,000 950 | 0.02 | 04 [9000| 650 |0007| 03 X R R SO TRAR R SR VRSB R (o
05 ™45 114,000/ 1,000 | 003 | 055 [11,000 800 002 | 05 |9,000 700 0007 04 |7,000| 500 |0005| 03 *UAMOapRERWIARE, aclin87TRISIARE,
. . . 2 : KIELEIN T AR, EFERMESEH,
4 1240002800 | 002 | 07 20,000; 2,30[}_0_015 06 17,000_ 2000|0012 | 05 |14,000f 1400|0008 | 0.35 KAEAZI AR &, BEERIEEDNSE (158 ) #FEmT.
6 [22,000 2,500 0.018 | 07 [18,000 2,100 0015 | 06 [15000 1,800 0012 05 (12,000 1,300 |0.008 | 0.35 XL (BMIEE) /D (112) BiIsfEn, HHNGAHSEEBENS0%UT, IASHERI0%UT.
00p |8 200002200 0016 | 07 |16,000 1,800 0.012 | 06 |14,0001,500] 001 | 05 |11,000] 1,100(0.005| 035 iﬁ%ﬁmﬂiggggggﬁéﬁiggﬁ?gwgﬁz ﬁgfﬁ;ﬁnﬁ# i
12 [16,000) 1,700 |0.014 | 07 [13,000 1400 001 | 06 [11,000 1,200 0008 05 [9000| 850 |0.003| 0.35 ' E ° ' R °
16 |14,000/ 1,400 |0.012 | 07 [11,000 1100|0008 | 06 [9500 950 |0.005| 05 |7,500| 650 |0.002| 0.35 XAdjust milling conditions according to miling shape and machine type.
20 |10,000/ 800 | 001 | 07 |8000 650 0005| 06 |7,000 550 |0.003| 05 |5500 400 |0.002| 035 ap : Axial Depth of Cut, ae : Radial Depth of Cut.
= '0_05 4 24000 2800|013 | 07 |20000 2300 006 | 06 [17,000/2000] 005 | 05 [14,.000 1400| 003 | 035 X rocomimend I3 gﬁ;’:Qfaf’gfEm?;gﬂgrc':smgca,:ﬂznﬁoiﬁﬁ&remn.
01 6 (220002500 012 | 0.7 18,0[}0_2,100 006 06 |15000 1,800| 005 | 05 |12,000 1,300| 003 | 0.35 :?;djuslt o:sed rateso%lisdwer aind cu;ling dﬁ::th éae;d?(}::; Io\n\frer ;o; r'nilliing b?eel;wp v;cael:, arfea when Ugdgmdce?“?ssfordsmtasble milling.
0a 8 (00002200 011 | 07 lisooo a0 005 | 06 [14000 1500 004 | 05 [11000 1.100| 0G2 | 035 e e e e
0a | 12 |16000/1700 009 | 07 |13000 1400 004 | 06 |11,000 1,200 003 | 05 [9,000 850 | 001 | 035
05 16 |14000[1400| 007 | 07 |110001,100] 003 | 06 [9,500| 950 | 002 | 05 |7500| 650 0007 | 0.35

20 [10,000/ 800 | 0.05 | 07 |8000 650 002 | 06 |7,000 550 | 001 | 05 |5500| 400 |0.005| 0.35
01 | 10 [16,000 2200 | 014 | 0.85 [13,000 1,800 007 | 0.7 |11,000 1,500 | 0.05 | 05 |9,000| 1,100| 0.03 | 05
25 gg 20 |11,000/ 1,400 | 0.08 | 085 | 9,000 1,100 004 | 07 7,500 950 | 002 | 05 |6,000| 650 | 001 | 05
05 | 30 |7,000| 800 | 003 | 085 |5500 650 001 | 07 |4500 550 | 001 | 05 |3500 400 |0.005, 05
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Ké&tian 65°..:; 65°..: exion
67JEAEI[EIE ] 6 Flute Straight Shank Corner Radius End Mill 67]EABI[E 2] 6 Flute Straight Shank Comer Radius End Mill

L | | L
R i | ¢d ‘ R ! ¢d

\.{ [ ]
90 ] -

A NN N NN
A i e i e i i~

AR b5 Toleranee Bl 72 mw é B Z nH | wiER | SAUHEE N — AR e . % E4 ;2 m | sEA | EAuREE
D= 00015 Coating Slotting  l£4l | Side Milling Face Milling A: Flute | HelixAngle Workpiece HRC D=3 00015 Coating Slotting  £4l  Side Milling Face Milling _A| Flute |HelixAngle = Workpiece HRC
S S Tisi o o o 6 50° HRC<65 S e Tisi o _ o o 6 50° HRC<65
e ENEIF¥ Cutting Materials © 3E#% & & Very Suitable ) i& & Suitable EIEIFE Cutting Materials © 3F#3i& & Very Suitable O 3& & Suitable
e aaH WES | W bl | FHW | HA® | BAe | @ AW AR | mEee E 2o WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
csat?éi . Alloy Steel Tgxgggggt%el Castlron | <sshre | »55hrc | St;‘!gé?ss Tltgﬁl‘l)i;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy c;tz’éi ) Alloy Steel Tgrgsgrcgggtse‘el Cast Iron <sShre I ~SShre Stgtlgflﬁss Tﬁff;g;,m Alumltar;rum Copper | Resin | Graphite | Super Alloy
0 0 0 o o | © o o o 0 o 0 O o | o o o o
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Owverall Length Code No. Corner Radius Length of Cut Shank Dia. Overall Length
65.060.15.02.060.6R R0O.2 60 65.12055.03.120 6R | RO.3 120
65.060.15.03.060.6R 6 R0O.3 15 6 G0 65.120.55.05.120.6R 12 RO5 55 12 120
65.060.15.05.060.6R R0O.5 60 65.120.55.10.1206R | R1 120
65.060.15.10.060.6R R1 G0 65.120.55.20.120 6R R2 120
65.060.25.02 070.6R R0.2 ' 70 651604005110 6R RO5 ' 110
65.060.25.03.070.6R 6 R0O.3 I 25 6 70 65.16040.10.110.6R i R1 it 1 110
65.060.25.05.070.6R R0O.5 70 65.160.40.20.110.6R R2 110
65.060.25.10.070.6R R1 70 65.16040.30.110.6R R3 110
65.080.20.03.075.6R R0O.3 75 65.160.65.05.135 6R RO5 135
65.080.20.05.075.6R 3 R0O.5 20 8 75 65.160.65.10.135. 6R . 16 R1 65 16 135
65.080.20.10.075.6R R1 75 65.160.65.20.135 6R R2 135
65.080.20.15.075.6R R1.5 75 65.160.65.30.135. 6R R3 135
65.080.35.03.090.6R R0O.3 90 65.20045.05.125 6R RO5 125
65.080.35.05.090. 6R 3 R0O.5 35 8 90 65.20045.10.125 6R 55 R1 0 50 125
65.080.35.10.090.6R R1 90 65.20045.20.125 6R R2 125
65.080.35.15.090. 6R R1.5 90 65.20045.30.125 6R R3 125
65.100.25.03.080.6R R0O.3 80 65.200.75.05.155.6R | RO.5 155
65.100.25.05.080 6R 10 R0O.5 95 10 80 65.200.75.10.155.6R 20 R1 75 20 155
65.100.25.10.080.6R R1 80 65.200.75.20.155.6R | R2 155
65.100.25.20.080 6R R2 80 65.200.75.30.155.6R R3 155
65.100.45.03.100.6R R0O.3 100 65.250.50.10.140 6R R1 140
65.10045.05.100.6R 10 R0O.5 | 45 10 100 65.250.50.20.140 6R | o R2 - - 140
65.100.45.10.100.6R R1 100 65.250.50.30.140 6R R3 140
65.10045.20.100.6R R2 I 100 65.250.50.40.140 6R I R4 140
65.120.30.03.100.6R R0O.3 100 65.250.90.10.180 6R R1 180
65.120.30.05.100.6R 12 R0O.5 30 12 100 65.250.90.20.180.6R 95 R2 90 o5 180
65.120.30.10.100.6R R1 100 65.250.90.30.180 6R R3 180
65.120.30.20.100.6R R2 100 65.250.90.40.180 6R R4 180
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14|23 Miling Parameters Recommendation 2TEZETKT] 2 Flute Segment Ball Nose End Mill

L

67 EMREET] . - M_e

!
. . R
6 Flute Straight Shank Corner Radius End Mill : "
o e G ) S =
EEIRIH R PSR e TAEH i
Workpiece Material HPM-3E - :la;si'fdss:ﬁu‘ssunc] u:mu:fgzslti::;smu TT'I:;::;‘H
FFil FFil 5
i Side M:N:ng Slnttrng Side Mlllmg Slothng Side Milling
F v 423 d=h5 Tolerance
Citterdia, g | we | wE | ug i e BE e | oo mER | EAMREE
f\plndle Spmdle Splndie Spindle Spindle 0. Fhats Kellerin ’ Elute’ | Helox Angle | Workpiecs HRC
Speed Feed Speed Feed Feed Speed Feed Speed Feed Speed Feed 3<D<20 0,-0.02 Coating B = P
min-1 | mm/min min-1 | mm/min in- mm/min min-1 mm/min min-1 mm/min min-1 mm/min R<1 +0.005 —
3 10,000 | 1,000 | 8,000 & 580 | 8000 = 700 | 7,500 | 500 | 7,000 | 560 | 6,000 | 280 R1 <001 Tisi | o 2 30" | HRCs65
4 8,500 | 1200 | 7,500 620 | 7000 800 | 6000 | 540 | 6000 @ 600 | 5000 | 300
5 7600 | 1,600 | 6,800 @ 900 | 6200 | 1,200 | 5600 | 600 | 5300 800 | 4800 | 350 #HNEI#¥E cutting Materials © 3E# 3 & Very Suitable (& Suitable
6 6400 | 1800 | 5800 @ 950 | 5300 1200 | 4800 | 600 | 4,600 800 & 4200 | 350 I ]
8 4800 | 2000 | 4,300 | 1,000 | 4000 | 1400 | 3600 | 700 | 3400 | 1000 | 3000 | 400 il Coa b B et SRR B e el o B oM e |
LA A= ol e | | & i A | -FESEE B = v Steel A”O‘! Steei e aeradatasl Cast Iron <55h h steal A“O Allo mpper Resin Graphite Super A“Oy
10 3800 | 2,000 | 3,400 1,000 [ 3200 1,600 K 2,800 | 800 | 2600 1,000 2300 | 500 P ssshrc | >Shre v y
12 3,200 2,000 2,800 1,000 2,60[} 1,600 2 300 800 2,200 1,000 2,000 500 @] @) ®) Q (] (] @ @ ]
16 2400 | 2,000 | 2,000 1,000 | 1,800 1600 | 1,600 | 800 1500 1,000 1400 | 500 = & =
20 1500 | 1,000 | 1,500 @ 1,000 | 1,200 | 1,000 | 1,000 | 800 800 | 1000 800 500 . y ,
iTHS BR3LEE (R) i (1) #WwiE (d) 21 (L)
Code No. Nose Radius Length of Cut Shank Dia. Overall Length
65.0005.0005.2B R0.025 0.1 | 4 45
65.0006.0006.2B R0O.03 0.12 4 45
65.0007.0007 2B R0.035 0.14 4 45
65.0008.0008.2B RO.04 0.16 4 45
65.0010.0010.2B R0O.05 02 4 45
YR EWASHEE Ap and Ae recommendation 65.0020.0020.2B RO.1 04 4 45
e —_— o - e — 65.0030.0030.2B RO.15 06 4 45
Side Milling Slotting Side Milling Slotting S!de M II ing Slotting 65.0040.0060.28 R0O.2 0.8 4 45
— — — 65.0050.0080.2B R0O.25 1 4 45
15D D 1.5D D 65.0060.0090.2B RO.3 12 4 45
00 == 1B 2.0 65.0070.0110.28 R0.35 14 4 45
0.03D 0.020 0020
— ——-— — 65.0080.0120.2B RO 4 16 4 45
65.0090.0135.2B R0O.45 18 4 45
65.0100.0200.2B RO.5 2 4 50
HHWE . FRIBEBNIESHEENTSR. 65.0120.0240.2B R0O.6 24 4 50
*{IAR. MHERIMFE, REERE . BHEEE, 65.0150.0300.2B RO75 3 4 50
;gﬁ;g: ;ﬁiﬁl} ﬁgﬁﬂi&%ﬁﬁn 65.0200.0400.28 R1 4 4 50
S 65.0250.0500.2B R1.25 5 4 50
¥Use a rigid and precise machine and chuck holder.
¥ Adjust milling conditions according to the volume of Depth of Cut and rigidity of the machine. 630300 0600.28 RL5 6 4 a0
%Adjust both spindle speed and feed at the same rate, 65.0300.0600.2B-6 R1.5 6 6 50
#Use oilmist coolant or air blow. 65.0350.0700.2B-6 R1.75 T 6 50
65.0400.0800.2B-6 R2 8 6 50
65.0500.1000.2B-6 R25 10 6 60
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2TIEAMEBKT] 2 Flute Straight Shank Ball Nose End Mill

@ Milling Series
SeHIZRT

6

@ Milling Series
HHIET

152243 Miling Parameters Recommendation
27)ERZE | BEfRTksLT]

2 Flute Segment / Straight Shank Ball Nose End Mill

BRI E
Workpiece Material

B

Carbon Steel

550C

Al - WEHE

Alloy Steel-Quenched® Tempered Steel

SCM » 5KD =

5US = HPM * NAK

PEKSR
Hardened 5teel
SKD61 [~55HRC)

BEE

Aluminum Aloy

a

Copper

o L
\ ! ﬂ -‘
¥ T U B
] S .
#2%; d=h5 Tolerance
= e ol Qe 78 sws | sesses
o 0.0.02 Corting Kellering _[ Flute | Helix Angle | Workpiece HRC
R<1 +0.005 i 3
R=1 <001 TiSi (] 2 30 HRC<65
#EI#E cutting Materials © 3E#i&& Very Suitable () i&#& Suitable
e 229 WA | W bl | AU | AR | BAR | @ AW AR | mEee
csat?éi . Alloy Steel nggggggt%ei Castlron | <sshre | »55hrc Stsa‘;r;é?ss Trtglr;‘l)i;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy
2 O O @) (=] (5] @ (=] @
i8S BR3L¥E (R) Nk (£) Az (d) 21 (L)
Code No. Nose Radius Length of Cut Shank Dia. Overall Length
65.04.06.050.2B R2 6 " 50
65._[)4.06.075.2]3 ; 75_
66.06.00.050.28 50
65.06.09.060.2B 60
65.06.09.075.2B R3 o 6 75
65.06.09.100.2B 100
65.08.12.060.28 60
65.08.12.075.2B R4 12 8 75
65.08.12.100.2B 100
65.08.12.150.2B 150
65.10.15.075.2B 75
65.10.15.100.2B R5 15 10 100
65.10.15.150.2B 150
65.12.18.075.28 75
65.12.18.100.2B R6 18 12 100
65.12.18.150.28 150
124

BRID¥= (o 3%? %é
Ball Nose Radius Feeding Rate Feeding Rate Feeding Rate Feeding Rate Feeding Rate
mm,/min mm/min mm/min mm/min mm/min
0.05 50000 200 50000 150 50000 100 50000 250 50000 250
0.1 50000 400 50000 340 50000 200 50000 500 50000 500
02 50000 630 50000 600 50000 630 50000 600 50000 600
03 50000 930 50000 940 48000 900 50000 750 50000 750
04 50000 | 1200 | 48000 | 1200 [ 36000 | 900 | 50000 | 1000 | 50000 | 1000
0.5 48000 1430 38000 1200 29000 900 50000 1250 48000 1000
06 40000 1430 32000 1200 24000 810 50000 1480 40000 1080
08 30000 1270 24000 1000 18000 670 50000 1900 30000 1160
1 24000 1160 19000 800 14300 | 600 48000 2400 | 24000 1200
1:5 1 BODC! 93(;| 13000 6[}0__ 9600 4§0 3200[) 2400 ‘| GDUQ 1200
2 12000 930 10000 570 7200 450 24000 | 2400 | 12000 | 1200
2_5 9600 93(;| 8000 560__ 5700 450 1 EH]OE} 2400 9500 1200
3 8000 930 6400 540 4800 450 16000 | 2400 | 8000 1200
4 6000 90{] 4800 540 3600 450 1 200_[} 2400 BUOC_I 1200
5 4800 900 3800 540 2900 450 19600 2300 4800 1150
6 4000 90{] 3200 540 2400 450 800{] 21 00 4(]0(:_! 1050
7 3400 900 2750 540 2050 450 6800 2000 | 3400 1000
8 3000 900 2400 940 1800 430 /6000 2000 | 3000 1000
9 2650 900 2100 520 1600 450 5300 2000 2650 1000
10 2400 900 1900 520 1450 450 4800 2000 2400 1000
13 Depth of Cut FibAe
(R: BRsk34Z Ball Nose Radius) wg:;%ﬁ gj‘gﬁso‘s
* ~0.3xR R>0.5
— ~0.16xR R=0.3 (~45HRC)
0.1xR (~45HRC) ~0.25xR R=3 (~45HRC)
w.o&xﬂ (~55HRC) M ~0.3xR R=4 (~45HRC)
[ ~0.05xR (~55HRC)

4

% HEH0 T B4R R B A P AI60% .
XTABRUADAEE, ERBRN, HEEIHIREE.

HKRSEHERES .

KB IRARE L PR A

*When slotting, reduce the feed by 60% from the above values.
* Length of overhang is 4 times Dia. as standard. When it is longer than 4 times Dia., adjust the conditions listed above.
# Recommended airblow or oil mist.
# Adjust both spindle speed and feed at the same rate

125



6

@ Milling Series

LRI

K

il 5Z

exi

an’

K it gg @ ® @ \illing Series
exXian e
~ >, 3
27135 33FKk3LJ] 2 Flute Deep Groove Ball Nose End Mill
L |
R h ¢d
——— e N |
éD + st !
b E&
423 ; d=h5 Tolerance
— Sean ol Qe 78 sws | sesses
SemZan 0.0.02 Corting Kellering J Flute  Helix Angle | Workpiece HRC
R<1 +0.005 = o <
"1 001 TiSi ] 2 30 HRC=<65
#EI#E cutting Materials © 3E#i&& Very Suitable () i&#& Suitable
"N 229 WES | W bl | FHW | HA® | BAe | @ AW AR | mEee
Caroon Alloy Steel Tg;“;gg‘ggtg‘e, LT e Stainless Trtgﬂg;m Nu;r;ll:)r‘:rUm Gogiier | nen | ieranhita | st Aidy
o o o o e | © e o ©
iT&S BRaLxEZ (R) |t (1) i (1) W|SE (d1) ®i (d) 2 (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.01.003.2LB 03 45
65.01.005.2LB RS 05 aar DA 4 45
65.015.003.2LB 03 45
65.015.005.2L.B R0O.075 05 0.105 013 4 45
65.015.010.2LB 1 45
65.02.006.2LB 06 45
65.02.008.2LB 08 45
65.02.010.2LB 1 45
65.02.012.2LB R 12 i 2L 4 45
65.02.015.2LB 15 45
65.02.020.2LB 2 45
65.03.008.2LB 08 45
65.03.010.2LB 1 45
65.03.012.2LB 1.2 45
65.03.015.2LB RO.15 15 0.21 0.28 4 45
65.03.020.2LB 2 45
65.03.025.21B 25 45
65.03.030.2LB 3 45
65.03.010.2LB 1 45
65.03.015.2LB 15 45
65.03.020.2LB 2 45
65.03.02521LB RO2 25 028 037 4 45
65.03.030.2LB i 3 i i 45
65.03.040.2LB 4 45
65.03.050.2LB 5 45
65.03.060.2LB 6 45
65.03.015.2LB 15 45
65.03.020.2LB 2 45
65.03.030.2LB 3 45
R0O.25 0.35 0.46 4
65.03.040.2LB 4 45
65.03.060.2LB 6 45
65.03.080.2LB 8 45

271R38EK 3L T] 2 Flute Deep Groove Ball Nose End Mill
L |
R h éd
——— Nt
¢D S — - }
[dh
EAS .
T BE | omm _&f N | MR | ESHNER
A<D 20 0.0.02 Cositing Kellering ; Flute | Helix Angle | Workpiece HRC
Rel =008 Tisi o 2 30° | HRC<65
R =1 +0.01
WANEIFFEL cutting Materials © 3E#i54 Very Suitable &4 Suitable
wER e WES | B8 | nadbedbhed | FEM | HAS  EAs W M| AR | mEas
c;tz’éi ) Alloy Steel Tgrgsgrcgggtse‘el Castlron <sShre I 55hre Stgtlgflﬁss Trtglri]g;[m Alumltar;rum Copper | Resin | Graphite | Super Alloy
O @ O O (5] @ (@] © o)
TS HaL¥@ (R) | i (1) THE (1) 12 (d) 24 (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.03.100.2LB R0.25 0.35 046 50
65.03.015.2LB 15 45
65.03.020.2LB 2 45
65.03.040.2LB RO.3 4 042 0.56 4 45
65.03.060.2LB 6 45
65.03.080.2LB 8 45
65.03.100.2LB 10 50
65.03.020.2LB 7 45
65.03.030.2LB 3 45
65.03.040.2LB 4 45
65.03.060.2LB RO 4 6 056 076 4 45
65.03.080.2LB 8 45
65.03.100.2LB 10 50
65.03.120.2LB 12 50
65.03.030.2LB 3 50
65.03.040.2LB 4 50
65.03.060.2LB 6 50
65.03.080.2LB ROS5 8 07 0095 4 50
65.03.100.2LB 10 50
65.03.120.2LB 12 50
65.03.150.2LB 15 50
65.03.040.2LB 4 50
65.03.060.2LB 6 50
65.03.080.2LB 8 50
65.03.100.2LB RAS 10 0:84 Eh 4 50
65.03.120.2LB 12 50
65.03.150.2LB 15 50
65.03.040.2LB 4 50
65.03.060.2LB 6 50
65.03.080.2LB RO.75 8 1.05 145 4 50
65.03.100.2LB 10 50
65.03.120.2LB 12 50
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K il SZ @ \illing Series @ VViling Series K Al SZ
exion SEHIR A1 MRS exian
T138383k=L J] 2 Flute Deep Groove Ball Nose End Mill 27135 3BKk3L 7] 2 Flute Deep Groove Ball Nose End Mill
L | L |
R b @d ‘ - b od ‘
Eﬁg l\—:-T_ £ ﬁ l\’*j‘- 15° .
@D | = . = oD f }
f Bd x 1 o L v |
4438 ; d=hb Tolerance 488 d=h5 Tolerance
i Sean ol Qe 78 sws | sesses i T BE | omm Dp | pa | aws | ssuses
SemZan 0.0.02 Corting Kellering Flute  Helix Angle | Workpiece HRC 3<D<20 0.-0.02 Codting Kellering J Flute | Helix Angle | Workpiece HRC
R=<1 +0.005 R<1 +0.005
e o Tisi o [ 2 30° HRC<65 o oot Tisi o 2 30° HRC<65
HREIEI#EE Cutting Materials © 3 %184 Very Suitable & & Suitable BENEIFEL Cutting Materials © 3% & & Very Suitable ©i&#& Suitable
"N 229 WA | W bl | AU | AR | BAR | @ AW AR | mEee E 2o WER | W% | wadodtee | AEW AR | EA® | @ WE  BE | mEAR
csat?éi“ Alloy Steel Tgxgggggtgel Castlron | <sshre | »55hrc | Stsa‘;r;é?ss Trtglr;‘l)i;m Numﬁ;,:,um Copper | Resin | Graphite | Super Alloy Cgtr;:é?n Alloy Steel TSr#Sng:degtselel Cast Iron <sShre h>55hrc Stgtlgflﬁss Trtglri]g;[m Alumltar;rum Copper | Resin | Graphite | Super Alloy
0 0 0 o o [5) o o © 0 0 0 o e | © o o 5
iTHE BLEE (R) | B (1) D (1) BSE (d1) | W& (d) 2k (L) iTHs BmLEE (R) | ek (1) D (1) S (d1) | 8 () 2 (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.03.150.2LB 15 50 65.034502.B ' 45 100
65.03.200.2LB 20 60 65.03.500.2LB 50 100
6503250 2LB R0.Z5 25 10 145 A 75 6503 550 2LB Rla ] 55 24 283 6 : 100
65.03.300.2LB 30 75 65.03.600.2LB 60 ' 100
65.03.060.2LB 6 50 65.03.150.2LB 12 60
65.03.080.2LB 8 50 65.03.160.2LB 16 60
65.03.100.2LB 10 50 65.03.200.2LB 20 60
65.03.120.2LB 12 50 65.03.250.2LB 25 75
65.03.160.2LB o 16 s 1o g 50 65.03.300.2LB 30 75
6503200 2LB 20 : ' 60 65.03 400 2LB 2 40 26 18 6 75
65.03.250.2LB 25 75 65.03.500.2LB 50 100
65.03.300.2LB 30 75 65.03.600.2LB 60 ' 100
65.03.350.2LB 35 75 65.03.700.2LB 70 110
65.03.400.2LB 40 75 65.03.800.2LB 80 120
65.03.080.2LB 8 50 65.03.160.2LB 16 60
65.03.100.2LB 10 50 65.03.200.2LB 20 ' 60
65.03.150.2LB 15 50 65.03.250.2LB 25 ' 75
65.03.200.2LB R125 20 175 24 4 60 65.03.300.2LB 30 75
65.03.250.2LB 25 75 65.03.400.2LB R2.5 40 35 28 9 75
65.03.300.2LB 30 75 65.03.500.2LB 50 100
65.03.350.2LB 35 75 65.03.600.2LB 60 _ 100
65.03.400.2LB 40 75 65.03.800.2LB 80 120
65.03.450.2LB R1.25 45 175 24 6 100
65.03.500.2LB 50 100
65.03.100.2LB 10 50
65.03.120.2LB 12 50
65.03.150.2LB 15 60
65.03.200.2LB R1S 20 21 285 6 60
65.03.250.2LB 25 75
65.03.300.2LB 30 75
65.03.350.2LB 35 75
65.03.400.2LB 40 75
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/ A4 5% - ® @ Milling Series @ Milling Series K & gf
k exian 65°..= 65°:.= an
Y1BIZ2#3E Milling Parameters Recommendation {18IZ%{3E Miling Parameters Recommendation
JIREBkskT] 270 38k3LT]

2 Flute Deep Groove Ball Nose End Mill 2 Flute Deep Groove Ball Nose End Mill
BITRME FEER PR TE® BITRME AEER PERE ] TER
SKDEL * srme:p:::‘!{ = 52HRC)H sn:l;llile';::::::‘-[} sﬁ;n;l:;:lq SKD61 * ﬂme:nﬁe-::t ™ 52ZHEC) S%T:?Sz’ﬂn:g} su.rﬂnfj:;:el:c!
iR e brizos iE iR ek iR g ok biz) Hin g ik i# iR
Feedln Rate | Rev.. Speed Feeding Rate | Rev.Speed FI!EdIH Rate Rev.Speed
005| 02 | 2 | 0003 | 0005 120 | 40000 | 0.002 | 0005 | 100 | 40000 | 0.002 | 0.003 70 | 40000 025| 25 | 5 001 | 002 | 600 & 40000 | 0.007 | 0.01 530 | 40000 | 0.005 | 0007 | 360 | 40000
005| 03 | 3 | 0003 | 0005 100 | 40000 | 0002 | 0005 | 70 | 40000 | 0.002 | 0.003 50 | 40000 025| 3 | 6 001 | 002 | 500 @ 40000 | 0.007 | 0.01 420 | 40000 | 0005 | 0007 @ 320 | 40000
005| 05| 5 | 0002 | 0003 | 70 | 40000 | 0.001 | 0003 | 50 | 40000 | 0.001 | 0.002 30 | 40000 025| 35 | 7 | 0007 | 001 420 | 40000 | 0.005 | 0007 | 360 | 40000 | 0.003 | 0005 | 280 | 40000
0075 03 | 2 | 0003 | 0005 @ 180 | 40000 | 0002 | 0005 | 150 | 40000 | 0.002 | 0003 | 100 | 40000 025 4 | 8 | 0007 | 001 350 | 40000 | 0.005 | 0.007 | 300 | 40000 | 0003 | 0.005 | 260 | 40000
0075| 05 | 33 | 0003 | 0005 | 150 | 40000 | 0002 | 0005 | 120 | 40000 | 0002 | 0.003 70 | 40000 025| 45 | 9 | 0005 | 0005 | 300 | 40000 | 0003 | 0003 | 260 | 40000 | 0.002 | 0003 | 220 | 40000
0075/ 1 | 67 | 0002 | 0003 @ 70 | 40000 | 0001 | 0003 | 50 | 40000 | 0001 | 0.002 30 | 40000 025| 5 | 10 | 0005 | 0005 | 240 @ 33000 | 0003 | 0003 | 200 | 33000 | 0.002 | 0003 = 180 | 33000
01|03 |15 | 001 | 001 | 350 | 40000 | 0006 | 0005 | 300 | 40000 | 0.003 | 0003 | 200 | 40000 025| 55 | 11 | 0003 | 0005 | 200 | 30000 | 0.002 | 0003 | 160 | 30000 | 0.001 | 0002 | 120 | 30000
01 | 05 | 25 | 0008 | 001 320 | 40000 | 0005 | 0.005 | 280 | 40000 | 0.003 | 0.003 | 180 | 40000 025| 6 | 12 | 0002 | 0003 | 120 30000 | 0.001 | 0002 | 80 | 30000 | 0.001 | 0.002 70 | 30000
01 |075| 38 | 0005 | 001 | 280 | 40000 | 0003 | 0005 | 200 | 40000 | 0.002 | 0003 | 150 | 40000 025| 8 | 16 | 0002 | 0002 | 75 | 30000 | 0001 | 0002 | 60 | 30000 | 0.001 | 0002 | 50 | 30000
01| 1 | 5 | o003 | 0005 250 | 40000 | 0002 | 0003 | 160 | 40000 | 0.001 | 0002 | 120 | 40000 025 10 | 20 | 0001 | o002 | 40 | 20000 | 0001 | 0002 | 30 | 20000 | 0.001 | 0.001 20 | 20000
01 |125| 63 | 0003 | 0005 @ 180 | 40000 | 0002 | 0003 | 140 | 40000 | 0.001 | 0002 | 100 | 40000 03| 1 |17 | 005 | 01 1400 | 40000 | 003 | 006 | 1000 | 40000 | 002 | 005 720 | 30000
01 | 15 | 75 | 0003 | 0005 150 | 40000 | 0002 | 0003 | 120 | 40000 | 0.001 | 0.002 80 | 40000 03 | 15 |25 | 005 | 01 1400 40000 | 003 | 006 | 1000 | 40000 | 002 | 005 720 | 30000
01 |175| 88 | 0002 | 0003 | 120 | 40000 | 0001 | 0002 | 100 | 40000 | 0.001 | 0.002 60 | 40000 03| 2 |33 | o005 | 01 1400 | 40000 | 003 | 006 | 1000 | 40000 | 002 | 005 720 | 30000
01| 2 | 10 | o002 | 0003 @ 100 | 40000 | 0001 | 0002 | 80 | 40000 | 0.001 | 0.001 50 | 40000 03| 25 |42 | 003 | 005 | 1200 40000 | 002 | 004 | 840 | 40000 | 002 | 003 640 | 30000
01| 25 |125 | 0001 | 0002 | 70 | 40000 | 0001 | 0.001 60 | 40000 | 0.001 | 0.001 40 | 40000 03| 3 | 5 003 | 005 | 1200 | 40000 | 002 | 004 | 840 | 40000 | 002 | 003 640 | 30000
01| 3 | 15 | 0001 | 0001 50 | 40000 | 0.001 | 0.001 40 | 40000 | 0001 | 0.001 30 | 40000 03 | 35 | 58 | 002 | 003 | 1000 @ 40000 | 001 003 | 620 | 40000 | 001 | 002 480 | 30000
015 | 05 | 1.7 | 001 | 0015 | 350 | 40000 | 0007 | 001 300 | 40000 | 0003 | 0005 | 280 | 40000 03| 4 |67 | 002 | 003 | 1000 | 40000 | o001 003 | 620 | 40000 | 001 | 002 480 | 30000
015| 06 | 2 | 0007 | 001 | 350 | 40000 | 0.005 | 0007 | 300 | 40000 | 0.003 | 0005 | 250 | 40000 03 | 45 | 75 | 002 | 003 | 900 @ 35000 | 001 002 | 580 | 35000 | 0008 | 0.015 | 430 | 30000
015 | 075 | 25 | 0007 | o001 330 | 40000 | 0005 | 0007 | 280 | 40000 | 0003 | 0005 | 230 | 40000 03| 5 |83 | o001 | 002 | 720 | 30000 | 0007 | 0015 | 500 | 30000 | 0.007 | 001 400 | 30000
015 | 1 | 33 | 0007 | o001 320 | 40000 | 0005 | 0007 | 250 | 40000 | 0003 | 0005 | 200 | 40000 03 | 55 | 92 | o001 | 0015 | 700 30000 | 0007 | 001 450 | 30000 | 0005 | 0008 @ 360 | 30000
015|125 | 42 | 0005 | 0007 | 280 | 40000 | 0.003 | 0005 | 200 | 40000 | 0.002 | 0003 | 160 | 40000 03| 6 | 10 | ooo7 | oot 500 | 30000 | 0005 | 0007 | 380 | 30000 | 0.004 | 0.006 | 320 | 30000
015| 15 | 5 | 0005 | 0.007 & 230 | 40000 | 0.003 | 0005 | 180 | 40000 | 0.002 | 0003 | 120 | 40000 03| 7 117 | o005 | 0007 | 400 @ 25000 | 0003 | 0005 | 300 | 25000 | 0003 | 0.003 | 260 | 20000
015|175 | 58 | 0003 | 0005 | 180 | 40000 | 0.002 | 0003 | 150 | 40000 | 0.002 | 0002 | 100 | 40000 03| 8 |133 | 0003 | 0005 | 320 | 25000 | 0003 | 0003 | 260 | 25000 | 0.002 | 0.003 | 220 | 20000
015| 2 |67 | 0003 | 0005 @ 150 | 40000 | 0002 | 0003 | 120 | 40000 | 0002 | 0.002 90 | 40000 03| 9 | 15 | 0003 | 0003 | 280 @ 25000 | 0003 | 0002 | 220 | 25000 | 0001 | 0002 | 160 | 20000
015|225 | 75 | 0002 | 0003 | 120 | 40000 | 0001 | 0002 | 100 | 40000 | 0.001 | 0.001 80 | 40000 03 | 10 |167 | 0002 | 0003 | 150 | 20000 | 0002 | 0002 | 120 | 20000 | 0001 | 0.002 | 100 | 18000
015 | 25 | 83 | 0002 | 0003 @ 100 | 40000 | 0001 | 0002 | 80 | 40000 | 0.001 | 0.001 70 | 40000 03| 12 | 20 | 0002 | 0002 | 80 20000 | 0002 | 0002 | 60 | 20000 | 0001 | 0.002 | 50 | 18000
015| 3 | 10 | 0001 | 0.003 | 80 | 40000 | 0.001 | 0002 | 70 | 40000 | 0.001 | 0.001 60 | 40000 035| 2 |29 | o007 01 1600 | 40000 | 005 | 0.08 | 1300 | 40000 | 003 | 007 | 1000 | 30000
015 | 35 | 117 | 0001 | 0002 @ 70 | 40000 | 0.001 | 0.001 60 40000 | 0001 | 0.001 50 | 40000 035| 4 |57 | 004 | 006 | 1300 40000 | 003 | 004 | 820 | 40000 | 0015 | 002 600 | 30000
015| 4 |133 | 0001 | 0002 | 60 | 40000 | 0.001 | 0.001 50 | 40000 | 0.001 | 0.001 40 | 40000 035| 6 |86 | 001 | 003 | 800 | 30000 | 0.01 | 0015 | 500 | 30000 | 0.006 | 001 420 | 25000
02 | 05|13 | 003 | 005 @800 | 40000 | 003 | 003 | 720 | 40000 | 0009 | 002 580 | 40000 035, 8 |114 | 0006 | 001 520 25000 | 0.005 | 0.006 | 380 | 20000 | 0.004 | 0.006 & 250 | 20000
02 | 08| 2 002 | 005 | 800 | 40000 | 002 | 003 | 720 | 40000 | 0008 | 0.02 580 | 40000 04 | 2 |25 0.1 015 | 2000 | 40000 | 0.07 0.1 1600 | 40000 | 005 | 0.1 1200 | 30000
02| 1 |25 | 002 | 005 @ so00 | 40000 | 002 | 003 | 720 | 40000 | 0008 | 0.02 580 | 40000 04 | 3 | 38 0.1 015 | 2000 40000 | 0.07 0.1 1600 | 40000 | 005 | 005 | 1200 | 30000
02 | 15 |38 | 001 | 003 @ 620 | 40000 | 001 | 002 | 500 | 40000 | 0.005 | 0.01 400 | 40000 04| 4 | 5 005 | 01 1600 | 40000 | 005 | 005 | 1200 | 40000 | 003 | 005 860 | 30000
02| 2 | 5 001 | 002 @ 500 | 40000 | 001 | 001 380 | 40000 | 0005 | 0007 | 300 | 40000 04 | 5 |63 | 005 | 005 | 1600 @ 40000 | 003 | 005 | 1000 | 40000 | 002 | 003 620 | 30000
02 | 25 | 63 | 0007 | 001 | 420 | 40000 | 0005 | 0007 | 300 | 40000 | 0.003 | 0.005 | 260 | 40000 04| 6 |75 | 003 | 005 | 1200 | 30000 | 002 | 003 | 760 | 30000 | 001 | 002 | 560 | 25000
02 | 3 |75 | 0007 001 300 | 40000 | 0.005 | 0.007 | 240 40000 | 0.003 | 0.005 200 | 40000 04 | 7 88 | 002 | 003 | 1000 30000 | 0.01 0.02 | 680 | 30000 | 0007 | 001 520 | 25000
02 | 35 |88 | 0005 | 0007 230 | 40000 | 0.003 | 0005 | 160 = 40000 | 0002 | 0.003 | 120 | 40000 04| 8 | 10 | oot | 002 | 820 | 30000 | 0007 | 001 600 | 30000 | 0.005 | 001 480 | 25000
02| 4 | 10 | 0005 | 0005 160 | 30000 | 0.003 | 0003 | 120 | 30000 | 0.002 | 0.003 90 | 30000 04 | 10 |125 | 0005 | 0005 | 450 @ 25000 | 0003 | 0003 | 380 | 25000 | 0002 | 0.003 | 320 | 20000
02 | 45 113 | 0003 | 0005 | 100 | 30000 | 0002 | 0003 | 80 | 30000 | 0.001 | 0.002 60 | 30000 04 | 12 | 15 | 0003 | 0005 | 320 | 20000 | 0002 | 0003 | 260 | 20000 | 0002 | 0002 | 200 | 20000
02 | 5 |125| 0002 | 0003 70 | 30000 | 0001 | 0002 | 50 | 30000 | 0001 | 0002 | 40 | 30000 045 | 2 |22 0.1 02 2200 | 40000 | 008 | 015 | 1800 | 30000 | 006 | 0.1 1300 | 30000
02| 6 | 15 | 0001 | 0002 | 50 | 30000 | 0.001 | 0.001 40 | 30000 | 0001 | 0.001 30 | 30000 045| 4 |44 | 005 | 012 | 1800 | 40000 | 004 | 008 | 1400 | 30000 [ 003 | 005 900 | 25000
025 1 | 2 003 | 005 = 1000 | 40000 | 002 | 003 | 860 | 40000 | 001 | 002 650 | 40000 045| 6 |67 | 0035 | 005 | 1200 30000 | 0.025 | 0035 | 800 | 25000 | 0.015 | 0025 = 600 | 20000
025| 15| 3 002 | 005 | 850 | 40000 | 001 | 003 | 720 | 40000 | 0.007 | 0.2 520 | 40000 045| 8 |89 | 0025 | 004 | 1000 | 30000 | 0015 | 0.025 | 700 | 23000 | 0.008 | 0.015 | 500 | 20000
025 2 | 4 002 | 003 720 | 40000 | 0.1 002 | 650 @ 40000 | 0.007 | 0.01 400 | 40000 05| 2 | 2 0.1 03 | 2500 40000 | 0.1 02 2000 | 30000 | 0.08 0.1 1400 | 25000
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PIHIZ#3E Miling Parameters Recommendation

27 R T]
2 Flute Deep Groove Ball Nose End Mill

WATEIAR
Workpiece Material
g | w=
Effective | {cEEH Ap
Llength | /D mm

25 | 25

il 5Z

ex

ian’

Hardened Steel

SKD61 * STAVAX * HPM-38 [~ S2HRC)

Feeding Rate | Rev.Speed

Hardenad Steet
SKD11 {~62HRC)

Feeding Rate | Rev.Speed

65

@ Milling Series

ERIZZ

I8\

Tool Steel

SKH [t

BSHRC)

Feeding Rate | Rev.Speed

mimymin min-1 mm/min min-1 mm/ min min-1
05 | 2 ; 0.1 0.3 2500 | 40000 | 0.1 02 | 2000 | 30000 | 0.08 0.1 1400 | 25000
05| 3 | 3 0.1 03 2500 | 40000 | 0.1 02 | 2000 | 30000 | 008 0.1 1400 | 25000
05| 4 | 4 0.1 02 2500 | 40000 | 005 | 015 | 1800 | 30000 | 0.05 0.1 1200 | 25000
05| 5 | 5 005 | 015 | 2000 | 30000 | 0.04 0.1 1600 | 25000 | 003 | 005 920 | 20000
05| 6 | 6 0.05 0.1 1800 | 30000 | 004 | 005 | 1200 | 25000 | 002 | 005 740 | 20000
05 | 7 | 7 004 | 006 | 1200 | 30000 | 003 | 004 | 950 | 25000 | 002 | 003 680 | 20000
05| &8 | 8 004 | 006 | 1000 | 30000 | 003 | 004 | 860 | 25000 | 002 | 003 560 | 20000
05| 9 | 9 003 | 005 820 | 25000 | 002 | 003 | 750 | 20000 | 001 | 002 500 | 18000
05| 10 | 10 | 003 | 005 750 | 25000 | 002 | 003 | 620 | 20000 | 001 | 002 450 | 18000
05 | 12 | 12 | 001 | 003 600 | 20000 | 0007 | 002 | 520 | 18000 | 0005 | 0.01 400 | 16000
05 | 13 | 13 | 0008 | 002 500 | 20000 | 0.005 | 0.1 420 | 18000 | 0003 | 0006 | 350 | 16000
05 | 14 14 | 0005 | 001 420 | 20000 | 0003 | 0007 | 360 | 18000 | 0.002 | 0005 | 320 | 16000
05| 16 | 16 | 0005 | 0005 | 300 | 18000 | 0003 | 0005 | 250 | 16000 | 0.002 | 0.003 | 200 | 14000
05| 18 18 | 0003 | 0005 | 180 | 18000 | 0002 | 0005 | 120 | 16000 | 0002 | 0.002 85 | 14000
05| 20 | 20 | 0003 | 0003 | 100 | 16000 | 0002 | 0003 | 75 14000 | 0.002 | 0.002 60 | 12000
05 | 22 22 | o002 | 0003 50 | 14000 | 0002 | 0002 | 40 12000 | 0.001 | 0.002 35 | 10000
06 | 24 | 2 0.1 03 2500 | 30000 | 01 02 | 2000 | 30000 | 005 0.1 1600 | 25000
06 | 4 | 33 0.1 0.2 2500 | 30000 | 0.07 02 | 2000 | 30000 | 005 0.1 1600 | 25000
06| 6 | 5 0.07 0.1 2000 | 30000 | 0.5 0.1 1600 | 25000 | 003 | 007 | 1200 | 20000
06 | 8 67 | 005 0.1 1600 | 30000 | 003 | 007 | 1200 | 25000 | 002 | 005 920 | 20000
06 | 10 |83 | 003 | 007 | 1200 | 20000 | 002 | 005 | 860 | 20000 | 001 | 003 680 | 18000
06 | 12 10 | 002 | 005 860 | 20000 | 001 003 620 | 20000 | 0007 | 002 480 | 18000
06 | 14 117 | 002 | 003 600 | 18000 | 0.01 002 | 400 | 18000 | 0005 | 001 300 | 16000
06 | 16 133 | 001 | 002 350 | 16000 | 0005 | 001 250 | 16000 | 0003 | 0007 | 130 | 14000
07 | 8 |57 | 012 02 2500 | 30000 | 008 | 015 | 1800 | 20000 | 003 | 008 | 1000 | 20000
07 | 12 86 | 007 | 012 | 1400 | 20000 | 004 | 008 | 1100 | 18000 | 0015 | 005 700 | 18000
07 | 16 114 | 002 | 005 700 | 17000 | 001 003 | 600 | 17000 | 0008 | 002 450 | 16000
075 | 3 | 2 0.15 03 3000 | 30000 | 0.1 03 | 2500 | 30000 | 0.1 0.2 2000 | 25000
075 | 4 27 | 015 03 3000 | 30000 | 0.1 03 | 2500 | 30000 | 0.1 02 2000 | 25000
075| 6 | 4 0.15 02 3000 | 30000 | 0.1 02 | 2000 | 30000 | 0.1 0.1 1600 | 25000
075| 8 |53 0.1 02 2500 | 25000 | 0.05 02 1600 | 25000 | 0.05 0.1 1200 | 20000
075 | 10 | 67 0.1 0.1 2500 | 25000 | 0.05 0.1 1200 | 25000 | 005 | 005 860 | 20000
075 | 12 | 8 0.05 0.1 1800 | 20000 | 0.03 0.1 920 | 20000 | 002 | 005 780 | 18000
075| 14 93 | 005 | 007 | 1200 | 20000 | 003 | 005 820 | 20000 | 002 | 003 650 | 18000
075 | 16 | 107 | 003 | 005 720 | 18000 | 002 | 003 | 650 | 18000 | 001 | 002 580 | 16000
075 18 12 | 002 | 004 550 | 16000 | 0012 | 0025 | 400 | 16000 | 0008 | 0.015 | 400 | 14000
075| 20 133 | 001 | 003 | 450 | 16000 | 0.01 002 | 360 | 16000 | 0.007 | 001 300 | 14000
075 | 22 147 | 001 | 002 330 | 14000 | 001 0.01 250 | 14000 | 0007 | 0007 | 200 | 12000
075| 30 | 20 | 0005 | 0.005 80 | 10000 | 0003 | 0005 | 60 10000 | 0.003 | 0.003 40 8000
08| 8 | 5 0.1 02 2500 | 25000 | 007 | 0415 | 2000 | 20000 | 0.05 0.1 1600 | 18000
08 | 12 |75 | oo7 0.1 1800 | 20000 | 005 | 007 | 1500 | 16000 | 003 | 005 | 1200 | 14000
08 | 16 10 | 003 | 005 720 | 16000 | 002 | 003 600 | 14000 | 0015 | 002 480 | 12000
08 | 20 (125 | 001 | 003 500 | 14000 | 001 002 | 38 | 12000 | 001 | 001 300 | 10000
1 3 |15 02 05 3000 | 25000 | 02 05 | 2500 | 25000 | 0.15 0.3 2000 | 20000
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@ Milling Series /& <z . ®
65°. Ké&stian
{18IZ%{3E Miling Parameters Recommendation

7R EEKRLT]
2 Flute Deep Groove Ball Nose End Mill

HIHIRR PRE FERE N TAH
Workpiece Material SKD61 » srme:ns::::; {~ 52HEC) S%T:?szzﬁg} su.:ﬁ:;:el:c;
7z beik ik i = g =

Feeding Rate | Rev.Speed Feeding Rate | Rev.Speed Feeding Rate | Rev.Speed
mimy min min-1 mim/min min-1 T/ min min-1

4 2 0.2 05 3000 | 25000 02 0.5 2500 25000 0.15 0.3 2000 | 20000
3 0.2 05 2500 25000 02 0.3 2000 25000 0.15 03 | 1600 | 20000
8 4 0.2 03 2000 | 20000 0.1 02 1600 18000 01 0.2 1200 16000
5
i}

0.1 03 2000 18000 0.1 0.2 1600 16000 01 0.1 1200 14000

01 02 1600 | 16000 0.1 0.1 1200 14000 0.05 0.1 940 12000

1

1

1

1

1

1 13 | 65 0.08 02 1600 16000 0.06 0.1 1200 14000 0.04 0.08 940 12000
1 14 T 0.07 0.15 1600 | 16000 0.05 0.08 1200 14000 0.03 007 | 940 12000
1

1

1

1

1

1

1

16 8 0.07 0.15 1600 16000 0.05 0.08 1200 14000 0.03 0.07 940 12000
18 9 0.05 0.1 1400 | 14000 0.03 0.05 1000 12000 0.02 003 = 850 10000
20 10 0.05 0.1 1000 14000 0.03 0.05 820 12000 0.02 0.03 720 10000
22 11 0.03 0.08 850 14000 0.02 0.06 700 12000 0.02 0.02 600 10000
25 (125 0.03 0.05 680 12000 0.02 0.03 560 10000 0.01 0.02 420 8500
30 15 0.02 0.03 360 12000 0.01 0.02 300 10000 | 0.008 0.01 240 8500
35 (175 0.01 0.02 150 10000 0.007 0.01 120 8000 0.005 | 0.007 100 6800
1 40 | 20 0.005 0.01 100 10000 0.003 | 0.005 80 8000 0.002 | 0.003 50 6800
125 | 6 24 0.3 04 2800 20000 02 0.5 2300 20000 0.15 04 2000 18000
125 | 8 32 025 03 2600 | 20000 0.15 0.3 2100 20000 012 0.25 1800 18000
125 | 10 4 0.2 03 2500 20000 0.15 0.2 2000 20000 01 015 1600 18000
02 2000 | 18000 0.07 0.15 1600 16000 0.05 0.1 1200 14000
125 | 20 8 0.07 0.15 1500 16000 0.05 0.1 1200 14000 0.03 0.05 1000 10000
125 | 25 10 0.05 0.1 1000 | 14000 0.03 0.07 850 12000 0.02 0.03 720 8000
125 | 30 12 0.03 0.07 720 12000 0.02 0.05 640 10000 0.01 0.02 580 7000
125 | 35 14 0.02 0.03 450 10000 0.01 0.02 400 8500 0.007 0.01 320 6200
1.5 6 2 0.2 08 3000 = 20000 02 0.6 2500 18000 02 0.5 2000 14000
15 8 27 0.2 08 3000 | 20000 02 06 2500 18000 02 05 | 2000 14000
1.5 10 | 33 0.2 06 2500 20000 02 04 2000 18000 01 03 1500 14000
15 12 4 0.2 06 2500 | 20000 02 04 2000 18000 01 03 | 1500 14000

—
o
3
—
w
[}
=}
—

1.5 14 | 47 0.1 04 2000 18000 | 0.1 0.3 1600 16000 01 0.2 1200 12000
1.5 16 | 53 0.1 04 2000 | 18000 0.1 03 1600 16000 01 0.2 1200 12000
15 | 20 | 67 0.1 03 1600 18000 0.1 0.2 1200 16000 01 01 960 12000

15 | 25 | 83 0.1 02 1200 | 16000 0.07 0.15 920 14000 0.05 0.07 800 10000
15 | 30 10 0.07 01 750 14000 0.05 0.07 640 12000 0.03 0.05 600 8600
15 | 35 | 117 0.05 0.1 620 12000 0.03 0.07 500 10000 0.02 0.05 420 7200
15 | 40 | 133 0.03 0.07 450 10000 0.02 0.05 320 8200 0.01 0.03 260 6400

175 | 15 | 43 0.25 1 3000 | 20000 0.15 0.5 2300 16000 0.13 04 | 1500 14000
175 | 20 | 37 0.18 06 2500 18000 0.1 03 1800 15000 01 02 | 1200 12000
175 26 | 71 0.12 0.35 1800 | 16000 0.1 02 1600 14000 0.06 0.12 1000 10000

175 | 30 | 86 0.1 025 | 1500 14000 | 007 | 015 | 950 | 11000 | 005 | 008 800 | 9000
175| 35 | 10 | 008 | 02 1200 | 13000 | 007 | 012 | 800 | 10000 [ 003 | 006 650 | 7500
175 | 40 114 | 007 01 800 11000 | 004 | 007 | 720 | 9000 | 002 | 005 450 | 7000
175| 45 |129 | 006 | 007 | 700 | 10000 | 0035 | 005 | 600 | 7500 | 0.015 | 0.03 320 | 6000
7 8 | 2 03 15 | 3000 20000 | 02 08 | 2500 | 16000 [ 02 06 | 2000 | 12000
2 | 10 | 25 03 15 | 3000 | 20000 | 02 08 | 2500 | 16000 | 02 06 | 2000 | 12000
72 |12 | 3 03 15 3000 20000 | 02 08 | 2500 | 16000 | 0.2 0.6 2000 | 12000
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GRAPHITE CUTTER SERIES

18I Z2%(3E Milling Parameters Recommendation

2
2
2 | 20 | 5 02 1 2400 | 16000 | 0.1 06 | 1800 | 14000 | 0.1 04 1400 | 10000
2 | 25 |63 02 08 1600 | 16000 | 0.1 04 | 1200 | 14000 | 01 02 1000 | 10000
2 [ 30 |75 01 03 1600 | 14000 | 007 02 | 1200 | 10000 | 005 | 015 | 1000 | 8200 BA-EAKTEE A S TR L5 T] P136-137
~
2 | 35 |88 0.1 02 | 1200 | 14000 | 007 | 045 | 1000 | 10000 [ 0.05 | 0.1 820 | 8200 SO B e e b
2 |40 10 | 007 | 015 | 1200 | 12000 | 0.5 0.1 1000 | 8600 | 003 | 007 820 | 6800
2 | 45 113 | 007 | 01 750 | 12000 | 005 | 007 | 620 | 8600 | 003 | 005 500 | 6800
. . _ A s
2 | 50 (125 005 | 008 | 55 | 10000 | 003 | 005 | 500 | 7500 | 002 | 003 | 420 | 5500 66 %?EF;‘"%W’;?M? P138
25 | 10 | 2 03 15 | 3000 | 18000 | 02 12 | 2500 | 12000 | 02 07 | 2000 | 9200 56 Sdid Corhice Eall Nose :
25 | 15 | 3 03 15 3000 | 18000 | 02 12 | 2500 | 12000 | 02 07 2000 | 9200
o =
25| 20 4 | 03 | 12 | 3000 | 15000 | 02 1 | 2000 | 10000 | 015 | 05 | 1600 | 8000 60-BEATR R & & BB T] P139
25| 25 | 5 02 1 2500 | 15000 | 015 08 | 1800 | 8600 01 03 1200 | 7200 60-Solid Carbide Ball Nose End Mill
25| 30 6 02 08 | 2000 | 12000 | 015 05 | 1500 | 7600 01 02 860 | 6400
25| 40 | 8 0.1 02 1200 | 10000 | 007 0.15 | 1000 | 6800 0.05 0.1 650 5500 7T4-BEEREEESH%T] P140-142
3 | 10 | 17 03 2 3000 | 16000 | 03 12 | 2500 | 8000 02 1 2000 | 7000 74-Solid Carbide Comer Radius End Mill
3 | 15 | 25 03 2 3000 | 16000 | 03 12 | 2500 | 8000 02 1 2000 | 7000
3 | 2 |as 03 2 3000 | 16000 | 03 12 | 2500 | 8000 02 1 2000 | 7000 76-BAEERESSEESLT P143
3 | 25 |42 03 15 | 3000 | 16000 | 02 1 2000 | 8000 | 015 | 07 1500 | 7000 76-Solid Carbide Comer Radius End Mill
3 | 30 | 5 02 15 3000 | 14000 | 02 1 2000 | 7200 | 015 | 07 1500 | 6500
3 | 35 | 58 02 12 | 2400 | 13000 | 017 08 | 1600 | 6800 | 012 | 05 1200 | 5800 70-EUBEEASESST P144-145
3 | 40 |67 02 1 1800 | 12000 | 0.5 06 | 1200 | 6400 01 04 1000 | 5200 70-Solid Carbide Comer Radius End Mil
3 | 50 |83 01 06 1200 | 8200 0.1 03 860 | 4800 | 005 | 02 620 | 4000
3 |60 10 | 007 | 03 600 | 6000 | 005 | 015 | 450 | 3200 | 003 | 007 300 | 2500
BA-BUAERE & TR P146-147
XA BNapERBHEIARE , acRRE , BEMBRIM . Gdspolil Cibide Suate Bd Wi
¥ NERSEUNIH AT BT TSR 48R LL B #E
XREDABUNHAENRR , RATELEHTE . BHEHE. 86-BAERSETFIKRHRT] P148
¥ TARHB AT ERIVER. 86-Solid Carbide Square End Mill
¥Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.
¥We recommend using oil mist coolant. A
#Adjust both spindle speed and feed at the same rate. BO_EHIEEE = ﬁquﬁﬁﬂ P149-150
¥ Adjust milling conditions according to the volume of depth of cut and rigidity of machine. 80-Solid Carbide Square End Mill

¥Length of tool overhang must be as short as possible.

A= TIBRYIEISHE P151

Milling Parameters Chart of Graphite Cutters

S tERE, EESRMEATEL!

- Top Performance, Competitive Price!
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BRERSSIKELEET] Solid Carbide Ball Nose End Mil

Graphite Cutter Series

fETIRT

Graphite Cutter Series
vat-YRE-Y |

BAIE RS SIRSLEET] Solid Carbide Ball Nose End Mil

L
“ R\l ’ -
—'—r— /{15' |
e | =
édt

sl S i B | omw & | BEE | ESHEER
D=3 0,-0.015 4 : 4
320230 i G Kellering ﬁ Flute | Helix Angle | Workpiece HRC
Re+1 0005 DIA e} 2 30°

R=z1 .01
#NEI#E cutting Materials O 3E%iE & Very Suitable () i&# Suitable

wxs as8 w0 | w% | el | oW gas | @ee | @ WE | G | mEas

csai:*e[;ﬂ Alloy Steel ETg:llgg::e;Steel Cast ron | <sshre | >55hre SiSieeI Tlt:{;g;m umll.[l;;um Copper | Resin | Graphite | Super Alloy

I o &) ©

L |
R il od
N, |
®D S| i -—]--:- :
@di
SR Ty BR | oRm a T BEE | ESTEEE
D=3 0-0.015 : | : :
e S Coating Kellering A i Flute | Helix Angle | Workpiece HRC
R<1 +0 005 DIA @ 2 | 30°
R =1 +0.01
HEIRE Cutting Materials ©3F#i&&Very Suitable & & Suitable
wks sew | wmm o 6e Hardbaed btee FEM | gae | @es | W WW &m  mEee
on uenche: 1 inless fum umunum . o
Steel Alloy Steel Tempered Steel Castlron <55hre | »55hre Steal Ai?oy Alloy Copper Resin = Graphite = Super Alloy
i &) l o o ]

BLLE (R)
N_m‘ie R_;_xt‘iﬂns_

: 50

3 - s0

5 50

¥ 50

2 50

4 50

6 50
64.04 .08 8 50
64 .05.015 15 50
64.05.03 3 50
64.05.04 4 50
64.05.06 R0.25 6 07 045 4 50
64.05.08 8 50
640510 10 50
64.06.03 3 50
64.06.04 4 50
64.06.06 6 50
64 06.08 R0O.30 8 1 0.55 4 50
64.06.10 10 50
64.06.12 12 50
64.08.04 4 50
64.08.06 6 50
64.08.08 8 50
540810 R0.40 10 12 075 4 50
64.08.12 12 50
640816 16 60
64.10.03 3 50
64.10.04 4 50
64.10.06 R0O.50 6 1.5 0.95 4 50
64.10.08 8 50

136

BkEE (R)
Nose Radius

WEE (d1)
Neck Dia.

Wz (d)
Shank Dia.

64.10.25 25 75
64.15.05 5 50
64.15.08 8 50
64.15.10 10 60
64.15.12 12 50
641515 R0.75 15 22 1.45 4 60
64.15.20 20 60
64.15.25 25 75
64.15.30 30 75
64.20.06 6 50
64.20.08 8 50
64.20.10 10 60
64.20.12 12 50
64.20.16 R1 16 3 1.92 4 &0
64.20.20 20 60
64.20.25 25 75
64.20.30 30 75
64.20.40 40 100
64.30.09 9 50
64.30.15 15 60
64.30.20 20 60
64.30.25 R15 25 4.5 29 4 75
64.30.30 30 75
64.30.35 35 75
64.30.45 45 100
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BRIBERAESIRLEET] Solid Carbide Ball Nose End Mill

66

Graphite Cutter Series
AmEJIRG

L |
R @d
B ]|
%D S| [ i | L
@d1 -
ST heErs 2; s g nE | BiEm EAMEEE
D=3 0,-0.015 5 F 4
T i g Kellering Q Flute | HelixAngle Workpiece HRC
Rt 0005 DIA e} 2 30° |
R =1 +0.01
#NEI#E cutting Materials O 3E%iE & Very Suitable () i&# Suitable
wxs as8 WE | we | wedielted | eW | gas | @ee | @ WE | A | mEas
csai:*e[;n Alloy Steel ETg::;g:e;Steel Cast ron | <sshre | >55hre Steel Tlt:{;g;,m umllg;um Copper | Resin | Graphite | Super Alloy
] I o &) ©

66.03.45 45 100
66.03.60 60 100
66.04.12 12 60
66.04.16 16 | 60
66.04.20 20 ' 60
66.04.25 25 | 75
66.04.30 R2 30 j 6 39 6 75
66.04.35 35 | 75
66.04.40 40 100
66.04.50 50 | 75
66.04.60 60 ! 100
66.05.20 20 8 60
66.05.50 i 50 10 43 & 100
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60 Graphite Cutter Series
AEIIRY

BABREESSIKELEET] Solid Carbide Ball Nose End Mil

K&stian’

L i
il |
R
#D I_ ——  —jed

ot S RE R T | BEA EAMEEE
D=3 0,-0.015 s : g g : :
= T Eoi Kellering Flute | Helix Angle Workpiece HRC
R<1 +0.005 DIA o 2 30°
R =1 +0.01
HEIRE Cutting Materials ©3F#i&&Very Suitable & & Suitable

wks sew | wmm o 6e nlbielbed | AWM | $e | @ae | W AW AR mEee

on uenche: 1 inless fum umunum . o
Steel Alloy Steel Tempered Steel Castlron <55hre | »55hre Steal AHOY Alloy Copper Resin = Graphite = Super Alloy
| &) ] o o ]

Code No.

60.03.10

60.03.15

60.03.30

60.04.08

60.04.20

60.04.25

60.04.40

60.04.30

60.04.15L 15 120
60.04.15XL R 15 i 140
60.05.25 R25 25 10 47 5 | 60
60.05.50 . 50 10 ’ 100
60.06.12 R3 12 12 6 50
60.06.30 30 12 | 60
60.06.35 R3 35 12 | 75
60.06.40 40 12 5.7 6 | 100
60.06.60 60 12 i 150
60.06.50 50 30 150
60.08.30 30 16 60
60.08.40 40 16 | 80
60.08.60 R4 60 16 76 8 110
60.08.60L 60 16 150
60.08.60XL 60 40 150
60.10.40 40 20 | 80
60.10.60 - 60 20 85 0 [ 110
60.10.60L 60 20 150
60.10.50 70 50 [ 180
60.12.40 40 24 80
60.12.60 R6 60 24 15 12 11.{1
60.12.60L 60 24 150
60.12.75 75 55 200
60.16.80 80 32 | 150
60.16.100 d 100 55 154 15 I 200
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BB ESEEE 8] Sold Carbide Comer Radius End Mil BERSSEEHET] Solid Carbide Corner Radius End Mil

f L | Il L |
h od h éd
| I
eSS m—_ - o e A e
p . 1 S ] %
@®D @¢D ?
dd | B
R 2 ; HE 2
4% d=h5 Tolerance Fhas FHE iz ) / i ) / 7 SR EEMHER 423 ; d=h5 Tolerance Fhats e | g B / Pk SREER) e A
D=3 00015 Coating | Slotting Side Milling Face Milling_Z,  Flute | Helix Angle | Workpiece HRC D=3 0.0.015 Coating | Slotting Side Milling Face Milling_Zay. | Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 I 7 3<D<20 0,-0.02 =
R +0.005 i o © o I 2 30 R g DIA © o] © 2 30
#NEI#E cutting Materials O 3E%iE & Very Suitable () i&# Suitable WUEIFFE Cutting Materials ©4e% & & Very Suitable ()& & Suitable
wxs se®  WEM | we | ediebed | AR 4ee  @a2 W RE A | mEee aks 22W | WEM | 9% | wdiltes | AEW  Hae  @ae | @ MR AR | mEas
roon { uenche [ ranium jLumunum = 2 n uen: | manium umunum q -
Steel Alloy steel \Tempered Steel | €8511ON | oop o | Ssshre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy Steel Alloy Steel Tempered Steel | €35tIOR | oo | oshre Cteel Alloy Alloy Copper | Resin | Graphite | Super Alloy
| | 5 ol e | e T Tl e

Bk (R) D (1) B (R)

ode No- Nose Radius | Effective Length | _Length of Cut CodeNo.

74.04.02.05 2 74.15.10.10

74.04.04.05 : 4 74.15.16.10 15 RO.1 16 3 145 4 60
74.04.06.05 4 BB | 8 | 08 Lo 74152010 T2 e
74.04.08.05 : 8 74.15.06.15 6 50
74.05.03.05 3 74151015 " 10 '[ 60
74.05.04.05 4 74.15.16.15 12 ffa 16 3 G * 60
74.05.06.05 05 ROO5 6 | 1 045 4 | 50 ' 74.1520.15 [ 20 '[ 60
74.05.08.05 ' 8 50 74.1506.20 6 50
74.05.10.05 10 ' 50 74151020 [ 10 i 60
74.06.03.05 ' 3 '_ 50 74151620 Ve 2 .' 16 2 s G _ 60
74.06.06.05 - — 6 | - _ 4 ! 50 | 74152020 [ 20 _ [ 60
74.06.09.05 9 ‘ 50 74200610 ‘ 6 50
74.06.12.05 i 12 | | 50 74200810 : 8 i 60
74.08.04.05 4 50 74.20.10.10 10 60
74.08.08.05 _ 8 50 74.20.12.10 12 60
74.08.12.05 08 A 12 e 0re ! j 50 74.20.16.10 20 Ko : 16 t i 4 ' 60
74081605 ' 16 | [ 50 74.2020.10 f 20 ' 60
74.10.06.10 j 6 ' ' [ 50 74202510 : 25 75
74.10.08.10 | 8 | [ 50 74.20.30.10 : 30 [ 75
74.10.10.10 10 - _ 10 9 o " 60 74.20.06.20 6 _ 50
74.10.12.10 | 12 | 60 74.20.0820 [ 8 [ 60
74.10.15.10 _ 15 ; 60 74.20.10.20 | 10 _ 60
74.10.20.10 [ 20 | [ 60 74201220 0 55 12 4 i i I 60 _
74.10.06.20 6 _ 50 74.20.16.20 ' _ 16 . 60
74.10.08.20 _ 8 50 74202020 , 20 [ 60
74101020 o RO2 10 | 5 nas 4 60 _ 74202520 __ 25 | 75
74.10.12.20 12 | 60 74.20.30.20 [ 30 | 75
74.10.15.20 ': 15 1 ; 80 74.30.09.10 3.0 RO.1 , 9 9 29 4 50
74.10.20.20 20 ' 60 74.30.15.10 [ 15 [ 60
74.15.06.10 15 | RO 6 3 [ 145 | 4 , 50 74302010 40 R 20 6 29 4 60
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74 Graphite Cutter Series
AEBTIRT

K8stianm®

BABFRSESEEYT] Soid Carbide Corner Radius End Mil

4 L |
” 2 |
I
SS—mm—_, dr, | e |
éD = ! [ 1
od1
i Y s | amm | sevme
4438 d=h5 Tolerance Jha e sk _ / [} ) / 73 a
D= 00015 Coating Slotting Side Milling Face Milling_ﬁg Flute | Helix Angle | Workpiece HRC
3<D<20 0.-0.02 T =
R 0.005 DIA o &) o] l 2 30
#NEI#E cutting Materials O 3E%iE & Very Suitable () i&# Suitable
wxs se®  WEM | we | sedibed | AR 4ee  @a2 | W WE AR | mEee
roon { uenche [ ranium jLumunum ~ =
Steel Alloy steel \Tempered Steel | €8511ON | oop o | Ssshre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy
] I o o] e

74303010
743045 10
74.30.09.20
74301520

i 3 RO2 | 6 29 4
74.30.3020 : 30 < 75

74304520 __ | 45 | | 100
74.30.00 30 3 R0.3 9 9 29 4 50
74301530 | 15 60
74302030 ' 20 60
74303030 g BE 30 g & 1 75
74.30 45 30 45 100
74.30.09.50 3 R05 9 9 29 4 50
74301550 15 60
74.30.20.50 5 HiE | 20 8 5B i 60
74303050 ? 30 : 75
74.30.45.50 | 45 100
142

76 Graphite Cutter Series
AEIIRY

KB85%i

BAEHRESESEEHET] Solid Carbide Corner Radius End Mill

an’

! L |
h od
SRR S —— it e |
~
#D S
@d1 :
oE % o Y om | wmm | sepsEm
488 d=h5 Tolerance e FHE | w [ / =
D=3 0-0015 Coating Slotting Side Milling Face Milling,_éﬂ Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 .
R +0.005 DA © © (e} 2 30
#NEIE cutting Materials © 3E#3E& Very Suitable (i&#& Suitable
Firie asm | WEm | % Hardne bl TEW | wae  @es | W AW AR | mEas
n uen: T manium umunum q -
Steel Alloy Steel Tempered Steel Castlron | cop o osohre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy

|

@ (e}

 76.20.06.20

HLEE (R)
Nose Radius

76.20.10.20

76.20.16.20
76.20.20.20
76.20.25.20
76.20.30.20

76.30.09.30

76.30.15.30

76.30.20.30

76.30.30.30
76.30.45.30

76.30.09.50

76.30.15.50

76.30.20.50
76.30.30.50
76.30.45.50

76.40.12.20

76.40.15.20
76.40.20.20
76402520

76.40.30.20
76.40.40.20

76.40.12.50

76.40.15.50

76.40.20.50
76.40.25.50
76.40.30.50

76.40.40.50
76.50.15.50

76.50.30.50
76.50.50.50
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L
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70

Graphite Cutter Series
ABTIRT

e ]

AR 05 Tolerance - /AL L % m g TR | WA | ESHERE
D=3 0.-0.015 Coating Slotting Side Milling Face Milling _Z4 Flute | Helix Angle | Workpiece HRC
:‘ D<20 :ﬂ*;g: DIA o 5 o 4 30°
WANHEIFAE Cutting Materials © 3E#584 Very Suitable ) i&#& Suitable
wR 2a4 WES | W% vedoedtee | AGWl | #Ae | @Ae | B  ME | &8 | mEAS
Csat;b:}n Alloy Steel Tg:!lggfgggtgei Cast Iron <55hre | »55hre Stsati:‘ljss Tit:ﬁg;rm A1u3‘li||:}r':'um Copper | Resin | Graphite | Super Alloy
O 2 ©
70.03.015.01
70.03.025.01 3 RO.1 25 9 29 3
70.03.030.01 30 100
70.03.015.02 15 60
700302502 3 R0 2 25 9 29 3 75
70.03.030.02 30 100
70.03.015.03 15 60
70.03.025.03 3 RO.3 25 9 29 3 75
70.03.030.03 30 100
70.03.015.05 15 60
70.03.025.05 3 RO5 25 9 29 3 75
70.03.030.05 30 100
70.04.020.01 20 60
70.04 025.01 4 RO.1 25 12 38 4 75
70.04.030.01 30 100
70.04.020.02 20 60
70.04.025.02 4 RO2 25 12 38 4 75
70.04.030.02 30 100
70.04.020.05 20 60
70.04.025.05 4 RO5 25 12 38 4 75
70.04.030.05 30 100
70.06.030.02 30 60
70.06.035.02 6 RO.2 35 50 57 5 75
70.06.040.02 40 100
70.06.060.02 60 150
70.06.030.03 30 60
70.06.035.03 6 RO3 35 20 57 6 75
70.06.040.03 40 100
70.06.060.03 60 150
70.06.030.05 6 RO 30 20 57 6 60
70.06.035.05 35 75
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R\[ -
qml’\_'\’l_—;; Y

A 05 Tolerance e | . % meE % mr ?/l N | WER | EAUREE

D=3 0.-0.015 Coating Slotting Side Milling Face Milling <4 Flute | Helix Angle | Workpiece HRC

3<D<20 0,-0.02 . = S o

= 0005 DIA o o © 4 30

WANEIFE cutting Materials © 4E# 54 Very Suitable &4 Suitable

BER a2 WES | %% | adbedted | FWE | $A® | BAe @ | WE | &B | mEse
c&;ﬁ" Alloy Steel TSRE:::?:(? g‘t%el Cast Iron <S5hrc | »55hre Stsatigé?ﬁ m:ﬁ;‘;,m Alumltg;um Copper | Resin | Graphite | Super Alloy
(&) O ©

70.06.040.05 100
70.06.060.05 2 7 6 150
70.06.030.10 60
70.06.035.10 75
70.06.040.10 2 =f < 100
70.06.060.10 150
70.08.020.02 8 R0.2 20 8 60
70.08.040.02 40 80
70.08.060.02 8 R0O.2 60 25 & 8 110
70.08.060.02L 60 150
70.08.020.05 8 R0O.5 20 8 60
70.08.040.05 40 80
70.08.060.05 8 RO5 60 25 & 8 110
70.08.060.05L 60 150
70.08.040.10 40 80
70.08.060.10 8 R1 60 25 7.7 8 110
70.08.060.10L 60 150
70.10.040.05 40 80
70.10.060.05 10 R0O.5 60 30 9.7 10 110
70.10.060.05L 60 150
70.10.040.10 40 80
70.10.060.10 10 R1 60 30 9.7 10 110
70.10.060.10L 60 150
70.12.040.05 12 RO.5 40 30 1.7 12 80
70.12.060.05 12 RO5 60 35 M7 12 110
70.12.060.05L 60 150
70.12.040.10 12 R1.0 40 30 1.7 12 80
70.12.060.10 60 110
70.12.060.10L 12 Ri0 60 & ni 2 150
70.16.100.05 16 RO.5 100 40 155 16 150
70.16.100.10 16 R1 100 40 155 16 150
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Graphite Cutter Series
vat-YRE-Y |

BRERESEFIEHET] solid Carbide Square End Mill

Graphite Cutter Series
AR

/3% ®
Ké&jtian
Eﬁiﬁﬁﬁﬁqzﬁﬁﬂ Solid Carbide Square End Mill

L | L |
. h od h od
——— Ju s = =—=rw=i Jic i |
#D i D, S
¢di : dd1
i | Am @f s @ @ ,’/} | siEm EAMEES % m e é & % nH | wiEm  EeMEEE
QY% d=hs Tolerance Coating | Slotting Side Milling Face Milling %4 | Flute | HelixAngle Workpiece HRC A8 ; d=h5 Tolerance Coating | Slotting Side Milling Face Milling_Z | Flute | HelixAngle Workpiece HRC
D=3 0,-0.015 1 T % T D=3 0,-0.015 - T
3<D<20 0,-0.02 DiA o I © | o 2 30 3<D<20 0,-0.02 DIA o o o 2 30
WATEIF ¥ cutting Materials ©4E#3E4 Very Suitable (4 Suitable WANEIFE cutting Materials ©4E#%iE& Very Suitable () i&# Suitable
wxs as8 WE | we | wedielted | eW | gas | @ee | @ WE | A | mEas aks 288 WER | w# | wddelhed | FBW gae  Eee | W wm AR @Ese
csai:*e[;ﬂ Alloy Steel ETg:llgg::e;Steel Castlron | <sshre | >55hre SiSieeI Tlt:{;g;m umll.[l;;um Copper | Resin | Graphite | Super Alloy cf?teeln Alloy Steel Télnl'::gred Steel | CASLINON | oo o IDSShn:: stteei ﬁt‘:l?::rm Aumitgr;rum Copper | Resin | Graphite | Super Alloy
l I o o] o ] | | o | o| e

Code No.

BESE (d1)

- Neck Dia.

‘= (1)

8403015 8410030 3 50

8403030 i 50 8410060 6 50
84.03.050 027 4 50 84.10.080 8 50
84.03.060 50 84.10.100 10 60
84.04.020 50 8410120 ! 12 2 0.9 4 60
84.04.040 50 84.10.150 15 60
84.04.060 g0 4 50 84.10.200 20 60
84.04.080 50 84 15,050 15 5 | 4 50
8405015 50 8415080 8 ' 50
84.05030 50 84.15.100 10 60
84.05040 50 84.15.150 12 15 3 145 4 60
84.05 060 045 1 50 8415200 20 60
84.05 080 50 8420060 2 6 | 4 50
84.05100 50 8420080 8 ' 50
84.06.030 3 50 8420100 10 60
84.06.040 4 50 8420120 12 60
84.06.060 6 50 84.20.160 16 60
84.06.080 oo 8 12 453 4 50 84.20.200 2 20 4 192 4 60
84.06.100 10 50 8420250 25 70
84.06.120 12 50 84.20.300 20 75
84.08.040 4 50 8420 400 40 100
84.08.060 6 50 84.30.090 3 9 4 60
84.08.080 8 50 84.30.150 15 60
84.08.100 08 10 5 075 4 50 84.30.200 3 20 6 29 4 60
84.08.120 12 50 84.30.300 20 75
84.08.160 16 50
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/ A 5Z ® Graphi [

- phite Cutter Series
k exion 86 BRIIEG
EW@EQQSFE%EE Solid Carbide Square End Mill

|

’ s |

T = i e | |
< I

éD

édi

iR rm sk %‘ &% 7 | om | sms  mavsex
443 d=h5 Tolerance Coating Slotting Side Milling Face Milling_ém Flute | HelixAngle Workpiece HRC
D=3 0-0.015 - .
3<D<20 0-0.02 DIA G | ] | @ 2 30°

#NEI#E cutting Materials O 3E%iE & Very Suitable () i&# Suitable

i .
cn sem  wEm 6 nadbielbee | B | ge | @ae | W @ A® | mEew
rbon . Quenche F itanium umunum ) :
Steel Alloy steel \Tempered Steel | €8511ON | oop o | Ssshre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy
] I o o] e

e (1)

86.020.060
 86.020.100
86.020.160
86.020.200
86.020.250
86.020.300
86.020.350
86.020.400
86.030.120
86.030.150
86.030.200
86.030.300
86.030.450
86.040.160
86.040.200
86.040.300
86.040.400
86.040.600
86.050.150
86.050.300
86.050.500
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80 Graphite Cutter Series
AEIIRY

BIKIERE S FEHET] Solid Carbide Square End Mil

- L :
11
—
' { ¥ i
o0 | [ N —md
dd1
% m @ s % m /% nE | SR | EAMNER
288 d=h5 Tolerance Coating Slotting | Side Milling Face Milling _é| Flute | Helix Angle | Workpiece HRC
D=3 0,-0.015 -
3<D<20 0,0.02 DIA | &) o o 4 30
#NEIE cutting Materials © 3E#3E& Very Suitable (i&#& Suitable
Firie asm | WEm | % Hardne bl TEW | wae  @es | W AW AR | mEas
n uen: T manium umunum - 5
Steel Alloy Steel Tempered Steel Castlron | cop o osohre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy
] o o o
800309 | 3 9 |
80.03.15 15
80.03.25 3 25 9 29
80.03.30 30
80.04.12 4 12
80.04.20 20
B80.04.25 4 25 12 28
80.04.30 30
B80.04.40 40
B80.05.25 _ 25
B80.05.35 5 35 20 47
80.05.50 50
80.06.15 [§] 15
80.06.30 30
80.06.35 6 35 20 &7
80.06.40 40 .
80.06.60 60
80.08.20 8 20
800830 8 30 20 77
80.08.40 40
80.06.60 8 60 55 77 8 110
80.08.60L 60 150
80.08.80 80 200
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/ 3% ® . _
C Graphite Cutter Series
Ké&ian 80
BIATE RA ST EHET] Solid Carbide Alloy Steel Square End Mill

o0_[Ho] —

¢di
22| wm s E ARTSE R
m ' | 2 n | man
4+28; d=h5 Tolerance Coating Slotting Side Milling Face Milling_ém Flute | HelixAngle Workpiece HRC
D=3 0,-0.015 - - s
3<D<20 0002 DIA o I <] | © 4 30
#NEI#E cutting Materials O 3E%iE & Very Suitable () i&# Suitable
as8 WES | W% | vedoedhed | AG9 | #a® | @A | W WE | GE | mEas
Csatr;:t;n Alloy Steel ETg::;e)g::;gt%el Castlron | <sshre | >55hre SiSieeI Tlt:{;g;m Numll.[l;;um Copper | Resin | Graphite | Super Alloy
l I 0 o| o

ites . ‘i (1) e (d1)

80.10.40 '

80.10.60

80.10.60L 60 ' '| 150
80.10.100 100 ' 200
80.12 40 12 40 30 17 12 : 80
80.12.60 60 ' 110
80.12.60L 12 60 35 17 12 | 150
8012100 100 ' [ 200
8016100 | | 100 | ' i | 150
80.16.100L 16 ' 100 1 40 155 16 180
80.16.150 150 250
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Graphite Cutter Series K il 5Z ®
ABTIRT

YIEIZ%(3E Miling Parameters Recommendation
AENERNBRSHSERX

Milling Parameters Chart of Graphite Cutters

ﬂ]ﬁljﬁﬂ CUtﬁngPa rameters

D16 (BT Roughing ) 5000 5000 2 96
D12 (BT Roughing ) 6000 5000 15 T2
D10 (BT Roughing ) 7000 5000 1 6
D8 (4EMT Roughing ) 7500 5000 08 4
D6 (4EMT Roughing ) 9000 5000 07 7
D4 (4EMT Roughing ) 11000 5000 04 2
D2 (4EMT Roughing ) 13000 3500 ' 02 1
D12 (#MT Finishing) I 8000 5000 0.1 6
D10 (¥MT Finishing ) ' 10000 5000 01 5
D8 (¥MT Finishing ) 11000 5000 01 4
D6 (¥MT Finishing ) 12000 5000 01 3
D4 (¥MT Finishing ) 14000 5000 01 2
D2 (¥MT Finishing ) 15000 3000 007 1
DI (¥MT Finishing ) 16000 2000 0.06 05
D0.8 (T Finishing ) 20000 1500 005 04
D0.6 (1T Finishing ) 20000 1500 005 03
D05 (#MT Finishing ) 20000 1500 005 025
D0.4 (T Finishing ) 20000 1000 005 02
D0.3 (T Finishing ) 20000 1500 ' 003 015
D0.2 (#MT Finishing ) 25000 1500 ' 002 01
R6  (¥HNT Finishing ) 8000 5000 | 03 03
RS (T Finishing ) 10000 5000 025 025
R4 ($EI0T Finishing ) 10000 5000 | 0.2 02
R3 (T Finishing ) 11000 5000 015 015
R2 (T Finishing ) 12000 5000 | 01 01
RI  (¥MT Finishing ) 14000 3500 _ 0.06 0.06
RO.75 (80T Finishing ) 15000 3000 | 0.05 005
RO.5 (#B1T Finishing ) 16000 2500 005 005
RO.4 (40T Finishing ) 20000 2500 ! 0.04 004
RO.3 (#MT Finishing ) 20000 2000 003 003
R0.25 (#&0T Finishing ) 20000 1800 I 0025 0.025
RO.2 (#MT Finishing ) 25000 1500 002 0.02
R0.15 (#&0T Finishing ) 28000 1200 ! 0015 0015
RO.1 (#MT Finishing ) 28000 1000 : 001 0.01
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General Drilling Series / 5% ®
bt Ké&stian

FRIEEE3DW  Twist Drill Bits 3DW

s Fl5Z ®

- NEeXi

il
] NEZ5

LS

N

L3 | LS
L
EhLEREDe 42 Tolerance,m7
DRILLING BITS SERIES e
5.015{)&10.{]’0 +l]f121!+l]{]{16
10.01=Dc=18.00 +0.025/+0.007
18.01=Dc=20.00 +0.029/+0.008
WANEIFAEL cutting Materials © 4E#i%4 Very Suitable ©)3& 4 Suitable
ﬁ_:fEﬁESI_DWI SDW/7DW P153-158 B 289 S B2 | e e AN #as | @Bas | |wE | 52 | mEas
Twist Drill Bits 3SDW/SDW/7TDW c;tg’élm Alloy Steel ngsgrcgggt%el Cast Iron <S5hre | »55hre Stsat'ggfss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy
7374 £53DN/5DN/7DN P159-164 o o o o o 0 0
Internal Cooling Aiguille Drill Bits 3DN/5DN/7DN
iT5S 7 o R Itz s AR
E1#%53DZCW/5DZCW/7DZCN P165-P167 . Cdetoll Do) L3jmral Limm) Bs5{mm) L=trae) Hise)
Straight Fluted Drill Bits 3DZCW/5DZCW/7DZCN 3DW.300.20.04.62 3.00 20 62 4 36 14
3DW.317.20.04 62 3.17 20 62 4 36 14
= 7)$53DSRW/5DSRN/7DSRN P168-P170 e e = 2 : = 5
3 Flute Drill Bits 3DSRW/5DSRN/7DSRN SO SR 2ot 2 ; 02 A b ; L
2zl s 3DW.357.20.04 62 357 20 62 4 36 15
. 3DW.370.20.04 .62 3.70 20 62 4 36 15
E L E590DXW/120DXW P171-172 3DW.380.24.04.66 3.80 24 66 4 36 _ 17
Pilot Drill Bits 90DXW/120DXW 3DW.397 24 04 66 307 24 66 4 36 17
3DW.400.24 04 66 400 24 66 4 36 17
HiEs71ZC) P173 3DW_.420 24 06.66 420 24 66 6 36 17
Straight Fluted Reamers ZCJ 3DW.437.24.06.66 4.37 24 66 6 36 | 18
3DW.450.24 06.66 450 24 66 6 36 18
3DW.460.24.06.66 460 24 66 6 36 20
M_ﬁﬁJ]LXJ P174 3DW.465 24.06.66 465 24 66 6 36 _ 20
Spiral Reamers LXJ 3DW.476.24 0666 476 24 66 6 36 20
3DW.480.28 0666 480 28 66 6 36 20
58 F1$5QL P175 3DW.500.28.06.66 5.00 28 66 6 36 20
Powerful Drill Bits QL 3DW.516.28.06.66 516 28 66 6 36 _ 20
3DW .550.28 0666 550 28 66 6 36 21
= 3DW 55528 06.66 555 28 66 6 36 21
_ 5&?%02&%1%3%@ il P176 3DW .556.28 0666 556 28 66 6 36 _ 21
i 3DW.570.28 06.66 5.70 28 66 6 36 21
I8 3DW.580.28 0666 5.80 28 66 6 36 21
T Jix$:3DPDW/5DPDN P177-P178 3DW.505 28.06.66 505 28 66 6 36 21
Flat Bottom Drill Bits 3DPDW/5DPDN : 3DW_.600.28.06 66 6.00 28 66 6 36 21
3DW 635.34.08.79 6.35 34 79 8 36 23
*FLEE12DSKZN/A 5DSKZN:‘20DSKZN ﬁl 79-P181 3DW.650.34.08.79 6.50 4 79 8 36 23
Gun Drill Bits 12DSKZN/15DSKZN/20DSKZN 3DW.675.34.08.79 6.75 34 9 8 36 | 25
. 3DW .680.34.08.79 6.80 34 79 8 36 25
3DW.700.34.08 79 7.00 34 79 8 36 25
EEAQ%*?E#W é{l%ﬁ ) F_’" 82 3DW.710.41.08.79 710 41 79 8 36 _ 25
3DW.750.41.08.79 750 41 79 8 36 25
BREEENHEEISE A P183 3DW.754 41.08.79 754 4 79 8 36 27
Recommended Cutting Parameters for Solid Carbide Alloy Reamers 3DW.780.41.08.79 7.80 41 79 8 36 _ 27
| 3DW.794 41 08.79 7.04 41 79 3 36 27
3DW.800.41.08.79 8.00 41 79 8 36 27
3DW 8334710 89 833 47 89 10 40 _ 77
3DW.850.47.10.89 8.50 47 89 10 40 27
3DW 873471089 8.73 47 89 10 40 29
3DW.880.47.10.89 8.80 47 89 10 40 29
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/ F43% ® & S — / ¥ 3% ®
& = eneral Drilling Series General Drilling Series k & -
k exian B F S HIZB1 8 S I exian

FRIEES3DW  Twist Drill Bits 3DW FEIEEE5DW . Twist Drill Bits 5DW
iy U5 L5
— PG St & — e PRQ S S
; 7L L4 max 7K>\ L4 max I
L3 LS L3 LS
L L
LER.De 4+ ¥ Tolerance,m 7 aEiE.De 422 Tolerance.m7
3.00=De=6.00 +0.016/+0.004 3.00sDcs6.00 +0.016/+0.004
6.01<Dc<10.00  +0.021/+0.006 6.01=Dc=10.00  +0.021/+0.006
10.01=Dec=18.00 +0.025/+0.007 10.01=Dc=18.00 +0.025/+0.007
18.01=Dcs20.00 +0.029/+0.008 18.01=Dcs20.00 +0.029/+0.008
#HEI#¥ cutting Materials © E%3E & Very Suitable [ i& & Suitable #HEI¥E cutting Materials © 4e% 3% & Very Suitable () i&#& Suitable
s 2o BER | G meedted | AHW | A% | BA® | B WE | AR | AmEAs e 2o BER | % neeted | AHW | A BA: @ WE | AR | ABAs
Csatﬁﬁ" Alloy Steel T&#;g ﬁé}? g&, CastIron <s5hre |- »S5hre Stsaggé?ﬁ mﬁ;i'g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’él’ n Alloy Steel ngsgrcgggt%el Castlron <sShre | »55hre Stsatié\{iﬁss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy
O (o] O (&) (o] O O 3, o [e] O (] (o] O (@) (@
TS Tz HHIE Ei Az At BAHHIRE T8ES pAEE e b8 Az A BAWEIRE
Code No. Defrmm) L3(mm) L{rnm) Ds{mm) Ls(mm) L4{mm) Code No. Defmm) L3{mm) L{mm) Ds{mm) Ls{mm) L4{mm)
3DW.900.47.10.89 9.00 47 89 10 40 29 5DW.300.26.04.66 3.00 26 66 4 36 21
3DW.913.47.10.89 913 A7 89 10 40 29 5DW.317 .26.04 .66 317 26 66 4 36 21
3DW.925 47.10.89 925 A7 89 10 40 29 5DW.330.26.04.66 3.30 26 66 4 36 21
3DW.930.47.10.89 930 | 47 | 89 | 10 | 40 | 29 5DW.350.26.04.66 350 26 66 4 36 21
3DW.950.47.10.89 9.50 A7 89 10 40 29 5DW 357 26.04.66 357 26 66 4 36 21
3DW 952 47 10.89 952 A7 89 10 40 31 5DW.370.26.04 66 370 26 66 4 36 21
3DW.980.47.10.89 9380 | 47 | 89 | 10 | 40 | 31 5DW.380.34.04.74 3.80 34 74 4 36 27
3DW.992 47 10.89 992 A7 89 10 40 31 5DW.397 .34.04 74 397 34 74 4 36 27
3DW.1000.47.10.89 10.00 A7 89 10 40 31 5DW 400.34.04.74 4.00 34 74 4 36 27
3DW.1020.55.12.102 1020 55 102 12 45 31 5DW 420.34.06.74 420 34 74 6 36 27
3DW.1032.55.12.102 1032 | 5% e | 12 | a5 | 5DW.437.34.06.74 437 34 74 6 36 2
3DW.1050.55.12.102 10.50 55 102 12 45 31 5DW 450.34.06.74 450 34 74 6 36 27
3DW.1070.55.12.102 10.70 55 102 12 45 33 5DW 460.34.06.74 4 60 34 74 6 36 27
3DW.1100.55.12.102 11.00 | 55 | 102 | 12 | 45 | 33 5DW.465.34.06.74 4.65 34 74 6 36 27
3DW.1111.55.12.102 1.1 55 102 12 45 33 5DW 476.34.06.74 476 34 74 6 36 27
3DW.1120.55.12.102 11.20 55 102 12 45 33 5DW 480 44 06.82 480 44 82 6 36 32
3DW.1150.55.12.102 11.50 55 102 12 45 33 5DW.500.44.06.82 5.00 44 82 6 36 32
3DW.1170.55.12.102 11.70 | 55 | 102 | 12 | 45 | 33 5DW.516.44.06.82 516 44 82 6 36 32
3DW.1191.55.12.102 11.91 55 102 12 45 36 5DW 550 .44 06.82 550 44 82 6 36 32
3DW.1200.55.12.102 12.00 55 102 12 45 36 5DW.555 .44 06.82 555 44 82 6 36 32
3DW.1250.60.14.107 12.50 | 60 | 107 | 14 | 45 | 36 5DW 556 .44 06.82 556 44 82 6 36 32
3DW.1270.60.14.107 12.70 60 107 14 45 36 5DW.570 .44 06.82 570 44 82 6 36 32
3DW_1300.60.14.107 13.00 60 107 14 45 36 5DW .580.44.06.82 5.80 44 82 6 36 32
3DW.1350.60.14.107 13.50 60 107 14 45 37 5DW 595 44 06.82 595 44 82 6 36 32
3DW.1370.60.14.107 13.70 60 107 14 45 37 5DW.600.44.06.82 6.00 44 82 6 36 32
3DW .1400.60.14.107 14.00 60 107 14 45 37 5DW.635.53.08.91 6.35 53 91 8 36 35
3DW.1429.65.16.115 14.29 65 115 16 48 38 5DW.650.53.08.91 6.50 53 91 8 36 35
3DW.1450.65.16.115 14.50 | 65 | 115 | 16 | 48 | 38 5DW.675.53.08.91 6.75 53 91 8 36 35
3DW.1470.65.16.115 14.70 65 115 16 48 38 5DW.680.53.08.91 6.80 53 91 8 36 40
3DW 1500.65.16.115 15.00 65 115 16 48 38 5DW.700.53.08.91 7.00 53 91 8 36 40
3DW.1550.65.16.115 15.50 | 65 | 115 | 16 | 48 | 39 5DW.710.53.08.91 710 53 91 8 36 40
3DW 1570.65.16.115 1570 65 115 16 48 39 5DW.740.53.08 91 740 53 91 8 36 40
3DW.1600.65.16.115 16.00 65 115 16 48 39 5DW.750.53.08.91 7.50 53 91 8 36 40
3DW 1650.73.18.123 16.50 73 123 18 48 40 5DW.754 53.08 91 754 53 91 8 36 42
3DW.1700.73.18.123 17.00 | 73 | 123 | 18 | 48 | 40 5DW.780.53.08.91 7.80 53 91 8 36 42
3DW.1750.73.18.123 17.50 73 123 18 48 41 5DW.794 53.08 91 794 53 91 8 36 42
3DW.1800.73.18.123 18.00 73 123 18 48 41 5DW.800.53.08.91 8.00 53 91 8 36 42
3DW .1850.79.20.131 18.50 | 79 | 131 | 20 | 50 | 49 5DW.833.61.10.103 833 61 103 10 40 42
3DW.1900.79.20.131 19.00 79 131 20 50 49 5DW.850.61.10.103 8.50 61 103 10 40 42
3DW.1050.79.20.131 19.50 79 131 20 50 49 5DW.873.61.10.103 873 61 103 10 40 45
3DW .2000.79.20.131 20.00 79 131 20 50 49 5DW.880.61.10.103 8.80 61 103 10 40 45
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/ *ﬂii a @ General Drilling Series General Drilling Series K *ﬂiz - ®
Ké&ian o v &3tian

FRIEES5DW . Twist Drill Bits 5DW FRIEEL7DW  Twist Drill Bits 7DW
N .. L5
N 2 &
eSS e P T Bl -
: 2 \‘/f L4 max : : y L4 max
L3 LS L3 LS
L L

E3LEREDe 4% Tolerance,m7 EaEEDe 4 ETolerancemT

3.00=Dc=6.00 +0.016/+0.004 3.00=Dc=6.00 +0.016/+0.004

6.01=Dc=10.00 +0.021/+0.006 6.01=Dc=10.00 +0.021/+0.006

10.01sDc<18.00  +0.025/+0.007 10.01sDcs18.00  +0.025/+0.007

18.01=Dcs20.00 +0.029/+0.008 18.01=Dc=20.00 +0.029/+0.008

#HEI#¥ cutting Materials © E%3E & Very Suitable [ i& & Suitable #HEI¥E cutting Materials © 4e% 3% & Very Suitable () i&#& Suitable
s 2o BER | G meedted | AHW | A% | BA® | B WE | AR | AmEAs e 2o BER | % neeted | AHW | A BA: @ WE | AR | ABAs
Csatﬁﬁ" Alloy Steel T&#;g ﬁé}? g&, CastIron <s5hre |- »S5hre Stsaggé?ﬁ mﬁ;i'g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’él’ n Alloy Steel ngsgrcgggt%el Castlron <sShre | »55hre Stsatié\{iﬁss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy

O © O (=] (o] ®) O 3, (=} [e] O (] (o] ®) (@) (@
iTES nE i 583 Az At BAHHIRE TS DAEES fips o8 tafz L33 BAHHIRE
Code No. Dc{mm) L3{mm) L{mm) Ds{mm) Ls{mm) L4({mm) Code No. De(mm) L3{mm) L{mm)} Ds{mm) Ls{mm) L4{mm)

5DW.900.61.10.103 9.00 61 103 10 40 45 7DW.450.56.06.94 450 56 94 6 36 45
5DW.913.61.10.103 0.13 61 w03 10 40 45 7DW 460.56.06 94 4.60 56 7 6 36 5
5DW.92561.10.103 925 61 103 10 40 45 7DW.465.56.06.94 465 56 94 6 36 45
5DW . 930.61.10.103 9.30 61 103 10 40 45 7DW 476.56.06.94 476 56 94 6 36 45
5DW.950.61.10.103 9.50 61 103 10 40 45 7DW.480.56.06.94 4.80 56 94 6 36 45
5DW 952 61.10.103 952 61 103 | 10 40 48 7DW.500.56.06.94 500 56 94 6 36 45
5DW.980.61.10.103 9.80 61 103 10 40 48 7DW.516.56.06.94 516 56 94 6 36 45
5DW 992 61.10.103 992 61 103 10 40 48 7DW.550.56.06.94 550 56 94 6 36 45
5DW.1000.61.10.103 10.00 61 103 | 10 40 48 7DW.555.56.06.94 555 56 94 6 36 45
5DW.1020.71.12.118 1020 71 118 12 45 48 7DW . 556.56.06.94 556 56 94 6 36 45
5DW.1032.71.12.118 10.32 71 118 12 45 48 7DW.570.56.06.94 570 56 94 6 36 45
5DW.1050.71.12.118 10.50 71 118 12 45 48 7DW.580.56.06.94 580 56 94 6 36 45
5DW.1070.71.12.118 10.70 71 8 | 12 45 56 7DW 595,56 06.94 595 56 9 6 36 45
5DW.1100.71.12.118 11.00 71 118 12 45 56 7DW.600.56.06.94 6.00 56 94 6 36 45
5DW.1111.71.12.118 1.1 71 118 12 45 56 7DW.635.67.08.110 6.35 67 110 8 36 57
5DW.1120.71.12.118 11.20 71 118 | 12 45 56 7DW.650.67.08.110 6.50 67 110 8 36 57
5DW.1150.71.12.118 11.50 71 118 12 45 56 7DW.675.67.08.110 6.75 67 110 8 36 57
5DW.1170.71.12.118 11.70 71 118 12 45 56 7DW.680.67.08.110 6.80 67 110 8 36 57
5DW.1191.71.12.118 1191 71 118 12 45 56 7DW.700.67.08.110 7.00 67 110 8 36 57
5DW.1200.71.12.118 12.00 il 118 | 12 45 56 7DW.710.72.08.110 7.10 72 110 8 36 57
5DW.1250.77.14 124 1250 77 124 14 45 56 7DW.740.72.08.110 740 72 110 8 36 57
5DW . 1270.77.14.124 12.70 77 124 14 45 56 7DW.750.72.08.110 7.50 72 110 8 36 57
5DW.1300.77.14 124 13.00 7 124 | 14 45 56 7DW.754.72.08.110 754 72 110 8 36 57
5DW.1350.77.14.124 13.50 77 124 14 45 59 7DW.780.72.08.110 7.80 72 110 8 36 57
5DW.1370.77.14 124 13.70 77 124 14 45 59 7DW.794 72 .08.110 794 72 110 8 36 57
5DW.1400.77.14.124 14.00 77 124 14 45 59 7DW.800.72.08.110 8.00 72 110 8 36 57
5DW.1429.83.16.133 1429 83 133 16 48 60 7DW.833.80.10.122 8.33 80 122 10 40 62
5DW.1450.83.16.133 14.50 83 133 16 48 60 7DW.850.80.10.122 8.50 80 122 10 40 62
5DW.1470.83.16.133 14.70 83 133 16 48 60 7DW.873.80.10.122 873 80 122 10 40 62
5DW.1500.83.16.133 15.00 | 83 | 133 | 16 48 60 7DW.880.80.10.122 8.80 80 122 10 40 62
5DW.1550.83.16.133 15.50 83 133 16 48 62
5DW.1570.83.16.133 1570 83 133 16 48 62
5DW.1600.83.16.133 16.00 83 133 16 48 62
5DW.1650.93.18.143 16.50 93 143 18 48 64
5DW.1700.93.18.143 17.00 93 143 18 48 64
5DW.1750.93.18.143 17.50 93 143 18 48 66
5DW.1800.93.18.143 800 | 93 | 143 | 18 48 66
5DW.1850.101.20.153 18.50 101 153 20 50 71
5DW.1900.101.20.153 19.00 101 153 20 50 71
5DW.1050.101.20.153 1950 | 101 | 153 | 20 50 71
5DW.2000.101.20.153 20.00 101 153 20 50 71
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General Drilling Series

General Drilling Series I/ i 5%

K&5tian’ B3tian’

B IR B EIRS
FRIEELTDW  Twist Drill Bits 7DW K2 E53DN Internal Cooling Aiguille Drill Bits 3DN
. LS T
- - i Dc] = T ] T % e —— i /D"I =S T~ o,
e B 5 B A | Y v
. " / - I — \‘ L4 max
13 Ls L3
L L

3L EEDe 42 Tolerance.m7 #LE®Dc A& Tolerance.m7

3.00=Dc=6.00 +0.016/+0.004 3.00=Dc=6.00 +0.016/+0.004

6.01=Dc=10.00  +0.021/+0.006 6.01=Dc=10.00  +0.021/+0.006

10.01sDcs18.00  +0.0256/+0.007 10.01=Dc<18.00  +0.025/+0.007

18.01=Dc=20.00 +0.029/+0.008 18.01=Dc=20.00 +0.029/+0.008

HRENEIFE Cutting Materials © k334 Very Suitable © iE & Suitable HEENEIFE Cutting Materials © 3E%3& & Very Suitable © & & Suitable
B aen s Hordoied el | KBS | Haw | mae wE | R | mEae B aen s bl besl | RER | wAe  @ee wE | ER | mAse
cs_atgﬁ" Alloy Steel Tg#;gggc?gt%el Castlron | _ Sshrc Stsaggé?ﬁ Titanium Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel ngsgrcgggt%el <55hre Stsatié\{iﬁss Titanium Alumltg;um Copper | Resin | Graphite | Super Alloy

o © s} o O (3, o o] O © O
iTES iz i : i BAHHIRE TES iz i ] {5 BAHHIRE
Code No. Defmm) L3{mm) L(rmm) Ds{mm)} Ls(mm) L4{mm) Code No. Defmm) L3{mm) L(rmm) Ds{mm)} Ls(mm) L4{mm)

7DW.900.80.10.122 9.00 80 122 10 40 62 3DN.300.20.04.62 3.00 20 62 4 36 14
7DW.913.80.10.122 913 80 122 10 40 62 3DN.317.20.04 62 3T 20 62 4 36 14
TDW.925.80.10.122 925 80 122 10 40 62 3DN.330.20.04 62 3.30 20 62 4 36 14
7DW.930.80.10.122 9.30 80 122 10 40 62 3DN.350.20.04.62 350 20 62 4 36 15
7TDW.950.80.10.122 950 80 122 10 40 62 3DN.357.20.04 62 357 20 62 4 36 15
7DW 952 80.10.122 952 80 122 10 40 62 3DN.370.20.04 62 370 20 62 4 36 15
7DW.980.80.10.122 9.80 80 122 10 40 62 3DN.380.24 04 66 3.80 24 66 4 36 17
7DW.992.80.10.122 9.92 80 122 10 40 62 3DN.397 .24 04 66 397 24 66 4 36 17
7DW.1000.80.10.122 10.00 80 122 10 40 62 3DN.400.24 04 66 400 24 66 4 36 17
TDW.1020.94 12141 10.20 94 141 12 45 12 3DN.420.24.06.66 420 24 66 6 36 17
7DW.1032.94 12 141 10.32 94 141 12 45 72 3DN.437.24.06.66 437 24 66 6 36 18
TDW.1050.94 12 141 10.50 94 141 12 45 12 3DN.450 .24 .06.66 450 24 66 6 36 18
TDW.1070.94 12 141 10.70 94 141 12 45 T2 3DN.460.24.06.66 460 24 66 6 36 20
7DW.1100.94.12.141 11.00 94 141 12 45 72 3DN.465.24 06 66 465 24 66 6 36 20
TDOW.1111.94 12141 1.1 94 141 12 45 T2 3DN.476.24 0666 476 24 66 6 36 20
TDW.1120.94 12 141 11.20 94 141 12 45 72 3DN.480.28.06 .66 4380 28 66 6 36 20
TDW.1150.94 12 141 11.50 94 141 12 45 72 3DN.500.28.06.66 5.00 28 66 6 36 20
TDW.1170.94 12141 11.70 94 141 12 45 12 3DN.516.28.06.66 5.16 28 66 6 36 20
TDW.1191.94 12 141 11.91 94 141 12 45 72 3DN.550.28.06.66 550 28 66 6 36 21
TDW.1200.94 12 141 12.00 94 141 12 45 12 3DN.555.28.06.66 555 28 66 6 36 21
7DW.1250.108.14.155 | 12.50 108 155 14 45 83 3DN.556.28.06.66 5.56 28 66 6 36 21
TDW.1270.108.14.155 12.70 108 155 14 45 83 3DN.570.28.06.66 570 28 66 6 36 21
7DW.1300.108.14.155 13.00 108 155 14 45 83 3DN.580.28.06.66 5.80 28 66 6 36 21
7TDW.1350.108.14.155 13.50 108 155 14 45 83 3DN.595.28.06.66 595 28 66 6 36 21
TDW.1370.108.14.155 13.70 108 155 14 45 83 3DN.600.28.06.66 6.00 28 66 6 36 21
7DW.1400.108.14.155 14.00 108 155 14 45 83 3DN.635.34.08.79 6.35 34 79 8 36 23
TDW.1429.121.16.171 14.29 121 171 16 48 92 3DN.650.34.08.79 6.50 34 79 8 36 23
7DW._1450.121.16.171 1450 121 171 16 48 92 '3DN 675.34.08.79 675 34 79 8 36 25
TDW.1470.121.16.171 14.70 121 171 16 48 92 3DN.680.34.08.79 6.80 34 79 8 36 25
TDW.1500.121.16.171 15.00 121 171 16 48 92 3DN.700.34.08.79 7.00 34 79 8 36 25
TDW.1550.121.16.171 15.50 121 171 16 48 92 3DN.710.41.08.79 710 41 79 8 36 25
TDW.1570.121.16.171 15.70 121 171 16 48 92 3DN.74041.08.79 740 41 79 8 36 25
TDW.1600.121.16.171 16.00 121 171 16 48 92 3DN.750.41.08.79 750 41 79 8 36 25
7TDW.1650.135.18.185 16.50 135 185 18 48 103 3DN.754.41.08.79 754 41 79 8 36 27
7DW.1700.135.18.185 | 17.00 135 185 18 48 103 3DN.780.41.08.79 7.80 4 79 8 36 27
TDW.1750.135.18.185 17.50 135 185 18 48 103 3DN.794 41.08.79 7.94 41 79 8 36 27
7TDW.1800.135.18.185 18.00 135 185 18 48 103 3DN.800.41.08.79 8.00 41 79 8 36 27
7DW.1850.148.20.200 18.50 148 200 20 50 112 3DN.833.47.10.89 833 47 89 10 40 27
7TDW.1900.148.20.200 19.00 148 200 20 50 112 3DN.85047.10.89 8.50 47 89 10 40 27
7TDW.1050.148.20.200 19.50 148 200 20 50 112 3DN.873.47.10.89 873 47 89 10 40 29
7TDW.2000.148.20.200 20.00 148 200 20 50 112 3DN.880.47.10.89 8.80 47 89 10 40 29
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General Drilling Series

&L EIR S

General Drilling Series ’/ ] 5%

K&stian Gy B3tian’

AIE2E53DN  Internal Cooling Aiguille Drill Bits 3DN AIEE55DN  Internal Cooling Aiguille Drill Bits 5DN

/ N
- ' 140°| Do I d - —
(S
B e L4 max —
L3 LS L3
|5 L

E3LE@ D 4:%ETolerance,m7 EELEE D 4% TolerancemT
3.00=Dc=6.00 +0.016/+0.004 3.00=Dc=6.00 +0.016/+0.004
6.01=sDcs10.00  +0.021/+0.006 6.01=Dc=10.00  +0.021/+0.006
10.01=Dc=18.00 +0.025/+0.007 10.01=Dc=18.00 +0.025/+0.007
18.01=Dc=20.00 +0.029/+0.008 18.01=Dc=20.00 +0.029/+0.008

#HEI#¥ cutting Materials © E%3E & Very Suitable [ i& & Suitable #HEI¥E cutting Materials © 4e% 3% & Very Suitable () i&#& Suitable

wER 2o WES | BB | naedbee | AWM | %A | BAR | B  WE &8 | mEcs wER 2o WES | BB | wdomdbes | ABW | #A®  @BAe @  WE AR | mEAS
Csatﬁﬁ" Alloy Steel T&#;g ﬁé}? g&, CastIron <s5hre |- »S5hre Stsaggé?ﬁ mﬁ;i'g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’él’ n Alloy Steel ngsgrcgggt%el Castlron <sShre | »55hre Stsatié\{iﬁss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy
o © o (@] © () O O (s} (o] © (] (o] O Q )
T8RS T i EE Az Ak BAHIRE TS Tz fE B aiz Ak BAHIRE
Code MNo. Dcf{mm) L3{mm) L(rm) Ds{mm) Ls{mm)} L4{mm) Code No. Dc{mm) L3{mm) L{mm) Ds{mm) Ls{mm) L4{mm)
3DN.900.47 10.89 9.00 47 89 10 40 29 5DN 45034 06 74 450 34 74 6 36 27
3DN.913.47.10.89 913 47 89 10 40 29 5DN.460.34.06.74 460 34 74 6 36 27
3DN.925.47.10.89 925 47 89 10 40 29 5DN.465.34.06.74 4.65 34 74 6 36 27
3DN.930.47.10.89 | 930 47 89 10 40 29 5DN.476.34.06.74 476 34 74 6 36 27
3DN.950.47.10.89 9.50 47 89 10 40 29 5DN_480.44 06.82 4.80 44 82 6 36 32
3DN.952.47.10.89 9.52 47 89 10 40 3 5DN.500.44.06.82 5.00 44 82 ] 36 32
3DN.980.47.10.89 | 9.80 47 89 10 40 3 5DN.516.44.06.82 516 44 82 6 36 32
3DN.992 47 10.89 992 47 89 10 40 3 5DN.550.44 06 .82 550 44 82 6 36 32
3DN.1000.47.10.89 10.00 47 89 10 40 3 5DN.555.44 06.82 555 44 82 6 36 32
3DN.1020.55.12.102 10.20 55 102 12 45 3 5DN.556.44 .06.82 556 44 82 6 36 32
3DN.103255.12.102 | 1032 55 102 12 45 31 5DN.570.44.06.82 570 44 82 6 36 32
3DN.1050.55.12.102 10.50 55 102 12 45 3 5DN.580.44 06.82 580 44 82 6 36 32
3DN.1070.55.12.102 10.70 55 102 12 45 33 5DN.595.44 06.82 5.95 44 82 6 36 32
3DN.1100.55.12.102 | 11.00 55 102 12 45 33 5DN.600.44 .06.82 6.00 44 82 6 36 32
3DN.1111.55.12.102 1.1 55 102 12 45 33 5DN.635.53.08.91 6.35 53 91 8 36 35
3DN.1120.55.12.102 11.20 55 102 12 45 39 5DN.650.53.08.91 6.50 53 91 8 36 S5
3DN.1150.55.12.102 11.50 55 102 12 45 o 5DN.675.53.08.91 6.75 53 91 8 36 35
JDN.1170.55.12.102 | 11.70 55 102 12 45 33 5DN.680.53.08.91 6.80 53 91 8 36 40
3DN.1191.55.12.102 11.91 55 102 12 45 36 5DN.700.53.08.91 7.00 53 91 8 36 40
3DN.1200.55.12.102 12.00 55 102 12 45 36 5DN.710.53.08.91 7.10 53 91 8 36 40
3DN.1250.60.14.107 | 12.50 60 107 14 45 36 5DN.740.53.08.91 7.40 53 91 8 36 40
3DN.1270.60.14.107 12.70 60 107 14 45 36 5DN.750.53.08.91 7.50 i) 91 8 36 40
3DN.1300.60.14.107 13.00 60 107 14 45 36 5DN.754.53.08.91 7.54 53 91 8 36 42
3DN.1350.60.14.107 13.50 60 107 14 45 37 5DN.780.53.08.91 7.80 i) 91 8 36 42
3DN.1370.60.14.107 13.70 60 107 14 45 37 5DN.794 53.08.91 7.94 53 91 8 36 42
3DN.1400.60.14.107 14.00 60 107 14 45 37 5DN.800.53.08 .91 8.00 s 91 8 36 42
3DN.1429.65.16.115 1429 65 115 16 48 38 5DN.833.61.10.103 8.33 61 103 10 40 42
3DN.1450.65.16.115 14.50 65 115 16 48 38 5DN.850.61.10.103 8.50 61 103 10 40 42
3DN.1470.65.16.115 14.70 65 115 16 48 38 5DN.873.61.10.103 8.73 61 103 10 40 45
3DN.1500.65.16.115 15.00 65 115 16 48 38 5DN.880.61.10.103 8.80 61 103 10 40 45
3DN.1550.65.16.115 | 15.50 65 115 16 48 39
3DN.1570.65.16.115 15.70 65 115 16 48 39
3DN.1600.65.16.115 16.00 65 115 16 48 39
3DN.1650.73.18.123 16.50 Fi 123 18 48 40
3DN.1700.73.18.123 | 17.00 73 123 18 48 40
3DN.1750.73.18.123 17.50 73 123 18 48 41
3DN.1800.73.18.123 18.00 3 123 18 48 41
3DN.1850.79.20.131 18.50 79 131 20 50 49
3DN.1900.79.20.131 19.00 79 131 20 50 49
3DN.1050.79.20.131 19.50 79 131 20 50 49
3DN.2000.79.20.131 20.00 79 131 20 50 49
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/ FlaZ ® 5 line Ser Jina Ser / 3% ®
@ = eneral Drilling Series General Drilling Series k C ]
k exian = e B MRS exion

AL ER5DN Internal Cooling Aiguille Drill Bits 5DN AL EE7DN Internal Cooling Aiguille Drill Bits 7DN
. L5
— . [ " % o — - |/n= ‘%‘T; ;
S \7L L4 max
L3 LS 13
L L

$ELEEDe 4+ ETolerance,m 7 EhaLEEDe 4% Tolerance.m7

3.00=Dc=6.00  +0.016/+0.004 3.00<Dcs6.00  +0.016/+0.004

6.01=Dc=1000  +0.021/+0.006 6.01=Dc=10.00  +0.021/+0.006

10.01=Dcs18.00 +0.025/+0.007 10.01=Dc=18.00 +0.025/+0.007

18.01=Dc<20.00 +0.029/+0.008 18.01=Dc<20.00 +0.029/+0.008

HRENEIFE Cutting Materials © k334 Very Suitable © iE & Suitable HEENEIFE Cutting Materials © 3E%3& & Very Suitable © & & Suitable
B aen WER | WE | et | AWE | HAR | BA® | W | WE | &R | mEae B aen WER | WB | racedhed | AW HA®  BAe @ | WE | 5E | mEae
cs_atgﬁ" Alloy Steel Tg#;gggc?gt%el Cast Iron <S5hre | »55hre Stsaggé?ﬁ mﬁ;i'g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel ngsgrcgggt%el Cast Iron <S5hre | »55hre Stsatié\{iﬁss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy

o © o (@] © O O O (s} (o] © (] (o] O Q O
iTEs Tz i B wE Ak BAHHIRE i8S nE bides &= . BAHHIRE
Code No. Dc{mm) L3(mm) L{mm) Ds{mm) Ls{mm) L4{mm) Code No. Dcfmm) L3(mm) L{mm) Ds{mm) Ls{mm)} L4{mm)

5DN.900.61.10.103 9.00 61 103 10 40 45 7DN.450.56.06.94 450 56 94 6 36 45
S5DN.913.61.10.103 9.13 61 103 10 40 45 7DN.460.56.06.94 460 56 94 6 36 45
5DN.925.61.10.103 9.25 61 103 10 40 45 TDN.465.56.06.94 465 56 94 6 36 45
5DN.93{]_.61 10.103 9.30 | 61 | 103 | 10 40 45 7DN.476.56.06.94 | 476 56 94 6 36 45
5DN.950.61.10.103 9.50 61 103 10 40 45 TDN.480.56.06.94 4.80 56 94 6 36 45
5DN.952 61.10.103 952 61 103 10 40 48 7DN.500.56.06.94 5.00 56 94 6 36 45
5DN_.93CI.61.1U:103 9.80 | 61 | 103 | 10 40 48 7DN.516.56.06.94 | 516 56 94 6 36 45
5DN.992 61.10.103 9.92 61 103 10 40 48 7TDN.550.56.06.94 550 56 94 6 36 45
5DN.1000.61.10.103 10.00 61 103 10 40 48 7TDN.555.56.06.94 555 56 94 6 36 45
S5DN.1020.71.12.118 10.20 71 118 12 45 48 TDN.556.56.06.94 5.56 56 94 6 36 45
5DN.1032.71.12.118 10.32 _ 71 _ 118 _ 12 45 48 7DN57056.06.94 | 570 56 94 6 36 45
5DN.1050.71.12.118 10.50 71 118 12 45 48 TDN.580.56.06.94 5.80 56 94 6 36 45
S5DN.1070.71.12.118 10.70 71 118 12 45 56 TDN.595.56.06.94 595 56 94 6 36 45
5DN.1100.71.12.118 11.00 _ 71 _ 118 _ 12 45 56 7DN.60056.06.94 6.00 56 94 6 36 45
SDN.1111.71.12.118 11.11 71 118 12 45 56 7DN.635.67.08.110 6.35 67 110 8 36 57
5DN.1120.71.12.118 11.20 71 118 12 45 56 7TDN.650.67.08.110 6.50 67 110 8 36 57
5DN.1150.71.12.118 11.50 71 118 12 45 b6 7DN.675.67.08.110 6.75 67 110 8 36 57
5DN.1170.71.12.118 11.70 | 71 | 118 | 12 45 56 7DN.680.67.08.110 6.80 67 110 8 36 B
5DN.1191.71.12.118 11.91 71 118 12 45 b6 7DN.700.67.08.110 7.00 67 110 8 36 57
S5DN.1200.71.12.118 12.00 71 118 12 45 56 TDN.710.72.08.110 710 72 110 8 36 S
5DN.1250.’.‘_'_7.14_124 12.50 | 77 | 124 | 14 45 56 7DN.740.72.08.110 | 740 72 110 8 36 57
SDN.1270.77.14 124 12.70 77 124 14 45 56 TDN.750.72.08.110 7.50 72 110 8 36 57
S5DN.1300.77.14.124 13.00 77 124 14 45 56 TDON.754.72.08.110 754 72 110 8 36 57
S5DN.1350.77.14.124 13.50 77 124 14 45 59 TDN.780.72.08.110 7.80 72 110 8 36 57
SDN.1370.77.14.124 13.70 77 124 14 45 59 TDON.794.72.08.110 794 72 110 8 36 57
S5DN.1400.77.14.124 14.00 i 124 14 45 59 7DN.B00.72.08.110 8.00 72 110 8 36 57
5DN.1429.83.16.133 14.29 83 133 16 48 60 7DN.833.80.10.122 8.33 80 122 10 40 62
5DN.1450.83.16.133 1450 _ 83 _ 133 _ 16 48 60 7DN8508010122 | 850 80 122 10 40 62
5DN.1470.83.16.133 14.70 83 133 16 48 60 7DN.873.80.10.122 873 80 122 10 40 62
5DN.1500.83.16.133 15.00 83 133 16 48 60 7DN.880.80.10.122 8.80 80 122 10 40 62
5DN.1550.83.16.133 15.50 | 83 | 133 | 16 48 62
S5DN.1570.83.16.133 15.70 83 133 16 48 62
5DN.1600.83.16.133 16.00 83 133 16 48 62
S5DN.1650.93.18.143 16.50 93 143 18 48 64
5DN.1700.93.18.143 17.00 _ 93 _ 143 _ 18 48 64
S5DN.1750.93.18.143 17.50 93 143 18 48 66
5DN.1800.93.18.143 18.00 93 143 18 48 66
5DN_1850.101.20.153 1850 _ 101 _ 153 _ 20 50 71
5DN.1900.101.20.153 19.00 101 153 20 50 71
S5DN.1050.101.20.153 19.50 101 153 20 50 71
5DN.2000.101.20.153 20.00 101 153 20 50 71
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/ T 3% ® 5 Hing Ser N— / ¥l 3% ®
@ = eneral Drilling Series General Drilling Series k g =
k exiaon B F S HIZB1 8 S I exian

A12457DN  Internal Cooling Aiguille Drill Bits 7DN BE#EE3DZCW  Straight Fluted Drill Bits 3DZCW
. L5 LS
Al \ _
B et e Lo — i - 9
S L4 max / L4 max
L3 LS L3 LS
L L
$ELEEDe 4»#Tolerance,m7 L EiEDe ¥ Tolerance.m7
3.00=Dc=6.00 +0.016/+0.004 3.00=Dc=6.00 +0.016/+0.004
601=Dc=1000  +0.021/+0.006 6.01=De=10.00  +0.021/+0.006
10.01=Dc=18.00 +0.025/+0.007 10.01=Dc=18.00 +0.025/+0.007
18.01=Dc=20.00 +0.029/+0.008 18.01=Dc=20.00 +0.029/+0.008
#HEI#¥ cutting Materials © E%3E & Very Suitable [ i& & Suitable AIEIBHE Cutting Materials © 36818 & Very Suitable © 1% Suitable
BN ash EER B | e e 5 fae | Bas A | #E | BB | &Bas Bz ash EER B | e el REEH #ae | Bas @ (M| BB | BBas
cs.at:at:a?n Alloy Steel T&#Sgggc?gt%el Cast Iron <S5hre | »55hre Stsa;gé?ss ﬁfﬁ;i'g;,m Alughng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel Tgr::sgrcgggt%el Castlron <S5hre | »55hre Stsat'é‘gfss ﬁtjg{;g;m Alumltg;um Copper | Resin | Graphite | Super Alloy
© o © o o 0 o o o © © o o 0 o 0
TS iz s 58 Az S BHELRE = DAEES LS B 1wz A BAHEIRE
- Code No. _D_q'mm] L3({mm) L(mm) Ds{m.m} Lf.{mm} L4{mm) (_Zode No. De{mm) B{mm] L{rmm) Ds{mm) Ls{mm) L4{7_ﬂm}
7DN.900.80.10.122 9.00 80 122 10 40 62 3DZCW 400.24 04 66 4.00 24 66 4 36 17
7DN.913.80.10.122 913 80 122 10 40 62 3DZCW.420 .24 .06 66 420 24 66 6 36 17
;gzgggggnggg 9.25 80 122 10 40 62 3DZCW 450 24 06 .66 450 24 66 6 36 18
[N I 12 ggg gg 13% 13 33 gg 3DZCW 50028 06 66 500 28 66 6 36 20
7DN.952.80.10.122 952 80 122 10 40 62 SOECY 3020 n0 00 590 24 66 6 36 21
7DN.980 80.10.122 980 20 15 10 a8 = 3DZCW.600.28.06.66 6.00 28 66 6 36 21
7DN.992.80.10.122 9.92 80 122 10 40 62 3DZCW.610.28.06.66 6.10 28 66 6 36 21
7DN.1000.80.10.122 10.00 80 122 10 40 62 3DZCW.620.34.08.79 6.20 34 79 8 36 23
7DN.1020.94.12.141 10.20 94 141 12 45 72 3DZCW.635.34.08.79 6.35 34 79 8 36 23
7DN.1032.94 12 141 10.32 94 141 12 45 72 3DZCW.650.34.08.79 6.50 4 79 8 36 23
7DN.1050.94.12.141 10.50 94 141 12 45 72 3DZCW.680.34 08.79 6.80 34 79 8 36 25
R i 5 . i - 5 e e 0 2 i B - -~
7DN.1111.94.12.141 1111 94 141 12 45 72 ggggx;gg'ﬂ 'gg;g ;'gg ﬂ ;g E gg :223
7DN.1120.94.12 141 11.20 94 141 12 45 72 TS . - — - - -
7DN.1150.94.12 141 11.50 04 141 12 45 72 ekl :
7DN.1170.94.12 141 1170 04 141 12 45 79 3DZCW.850.47.10.89 8.50 47 89 10 40 27
7DN.1191.94.12.141 11.91 04 141 12 45 72 3DZCW.900.47.1089 | 9.00 a7 89 10 40 29
7DN.1200.94.12.141 12.00 94 141 12 45 72 3DZCW.950.47.10.89 9.50 47 89 10 40 29
7DN.1250.108.14.155 12,50 108 155 14 45 83 3DZCW.1000.47.10.89 | 10.00 47 89 10 40 31
7DN.1270.108.14.155 12.70 108 155 14 45 83 3DZCW.1050.55.12.102 10.50 55 102 12 45 31
e i = i " - Jrew st = i 2 2 i
ot gt ) : 3DZCW.1150.55.12.102 11.50 55 102 12 45 33
7DN.1370.108.14.155 13.70 108 155 14 45 83
7ON 1400 108 4 1251400 i03 i i i & L L = iz £ = =
7DN.1429.121 16171 14.29 121 171 16 48 a2 SUzE8asite g :
7DN. 1450.121.16.171 1450 121 171 16 48 o 3DZCW.1270.60.14.107 | 12.70 60 107 14 45 36
7DN.1470.121.16.171 14.70 121 171 16 48 92 3DZCW.1300.60.14.107 13.00 60 107 14 45
7DN.1500.121.16.171 15.00 121 171 16 48 92 3DZCW.1350.60.14.107 | 13.50 60 107 14 45 37
7DN.1550.121.16.171 15.50 121 171 16 48 92 3DZCW.1400.60.14.107 14.00 60 107 14 45 37
7DN.1570.121.16.171 1570 121 171 16 48 92 3DZCW.1450.65.16.115 14.50 65 115 16 48 38
7DN.1600.121.16.171 16.00 121 171 16 48 92 3DZCW.1500.65.16.115 15.00 65 115 16 48 38
e o - it . Jit SO ISIEIBLE | 50 2 i3 35 2 2
N.1700.135.18.185 | : 3DZCW.1600.65.16.115 16.00 65 115 16 48 39
7DN.1750.135.18.185 17.50 135 185 18 48 103 W T h i s = o s 0 i
7DN.1800.135.18.185 18.00 135 185 18 48 103 Lt Rpl 5
7DN.1850 148 20 200 18.50 148 200 20 50 112 3DZCW.1700.73.18.123 17.00 3 123 18 48 40
7DN.1900.148.20 200 19.00 148 200 20 50 112 3DZCW.1750.73.18.123 17.50 73 123 18 48 41
7DN.1050.148.20.200 19.50 148 200 20 50 112 3DZCW.1800.73.18.123 18.00 73 123 18 48 41
7DN.2000.148 20.200 20.00 148 200 20 50 112 3DZCW.2000.79.20.131 20.00 79 131 20 50 49
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/ - General Drillin i illi i K A4 gf
g Series General Drilling Series
K&stian® il e tian®

BEEEE5DZCW  Straight Fluted Drill Bits 5DZCW BEfEEE7DZCN  Straight Fluted Drill Bits 7DZCN

\ |
- 1359 po } i : N 4p, 1357 Do — g T 1o *Js
— &) ; - & — ) N ~ F - &5

i S
L4 max L4 max
- L3 o ke LS L3 A LS
- L L -
sLER De 4 Tolerance,m 7 HLEREDe #r¥E Tolerance,m7
:_l.l]l]_le:sﬁ:i_]ﬂ +0.016/+0.004 3:0!:}5[)(:56_09 +0.016/+0.004
6.01=Dc<1000  +0.021/+0.006 6.01=sDc=1000  +D0.021/+0.006
10.01=Dc=18.00 +0.025/+0.007 10.01=Dec=18.00 +0.025/~0.007
18.01=Dc=20.00 +0.029/+0.008 18.01sDc=20.00 +0.029/+0.008
WANEI# cutting Materials © 3% &4 Very Suitable () i&#& Suitable WANEIFEL cutting Materials © 3E#3& & Very Suitable ()34 Suitable
WEN SE8 polonr ek Hard%r%dﬂisteel EED HEE mE® W | s aE BESSE WEN SEH polonr ek Harmﬁi&tee! REED HEE meE bl ifE aE SERa®
cs.at:at:a?n Alloy Steel T&#Sgggc?gt%el Cast Iron <S5hre | »55hre Stsaggé?ﬁ ﬁfﬁ;i'g;,m Alughng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel Tgr::sgrcgggt%el Castlron <S5hre | »55hre Stsatié\glass ﬁt}g{;g;m Alumltér;um Copper | Resin | Graphite | Super Alloy
(&} o O (o] o O O 3, (&} (¢} (&} (o] o 8 O O
iTES iz ik o8 Az At BRAHHEIRE T8RS PIEE: i = afz At BAHIRE
Code No. Dec[mm) L3({mm) L{mm) Ds{mm) Ls{mm) L4{mm) Code No. De{mm) L3{mm) L{rmm) Ds{mm)} Ls{mm) L4{mm)
5DZCW.400.34.04.74 4.00 34 74 4 36 27 7DZCN.450.56.06.94 450 56 94 6 36 45
5DZCW 42034 .06.74 420 34 74 6 36 27 7DZCN.500.56.06.94 5.00 56 94 6 36 45
5DZCW 450.34.06.74 450 34 74 6 36 27 7DZCN.550.56.06.94 550 56 94 6 36 45
5DZCW 500 .44 06 .82 5.00 44 82 6 36 32 7DZCN.600.56.06.94 6.00 56 94 6 36 45
5DZCW 550.44.06.82 5.50 44 82 6 36 32 7DZCN.610.56.06.94 6.10 56 94 6 36 45
5DZCW 60044 06.82 6.00 44 82 6 36 32 7DZCN.620.67.08.110 6.20 67 110 8 36 57
5DZCW 61044 .06.82 6.10 44 82 6 36 32 7DZCN.63567.08.110 6.35 67 110 8 36 57
5DZCW 62053.08.91 6.20 53 91 8 36 35 7DZCN.650.67.08.110 6.50 67 110 8 36 57
5DZCW 635.53.08.91 6.35 53 91 8 36 35 7DZCN.680.67.08.110 6.80 67 110 8 36 57
5DZCW 65053.08.91 6.50 53 91 8 36 35 7DZCN.700.67 08.110 7.00 67 110 8 36 57
5DZCW . 680.53.08.91 6.80 53 91 8 36 40 7DZCN.750.72.08.110 750 72 110 8 36 57
5DZCW 70053.08.91 7.00 53 91 8 36 40 7DZCN.780.72.08.110 7.80 72 110 8 36 57
5DZCW . 750.53.08.91 7.50 53 91 8 36 40 7DZCN.800.72.08.110 8.00 72 110 8 36 57
5DZCW 780.53.08.91 7.80 53 91 8 36 42 7DZCN.850.80.10.122 850 80 122 10 40 62
5DZCW.800.53.08.91 8.00 53 91 8 36 42 7DZCN.900.80.10.122 9.00 80 122 10 40 62
5DZCW.850.61.10.103 8.50 61 103 10 40 42 7DZCN.950.80.10.122 9.50 80 122 10 40 62
5DZCW.900.61.10.103 9.00 61 103 10 40 45 7DZCN.1000.80.10.122 | 10.00 80 122 10 40 62
5DZCW 95061.10.103 9.50 61 103 10 40 45 7DZCN.1050.94.12 141 10.50 94 141 12 45 72
5DZCW_1000.61.10.103 10.00 61 103 10 40 48 7DZCN.1100.94.12.141 | 11.00 94 141 12 45 72
5DZCW 1050.71.12.118 10.50 71 118 12 45 48 TDZCN.1150.94.12 141 11.50 94 141 12 45 72
5DZCW.1100.71.12.118 11.00 71 118 12 45 56 7DZCN.1200.94.12.141 | 12.00 94 141 12 45 72
5DZCW 1150.71.12.118 11.50 Tl 118 12 45 56 7DZCN.1250.108.14 155 12.50 108 155 14 45 83
5DZCW.1200.71.12.118 12.00 71 118 12 45 56 7DZCN.1270.108.14.155 | 12.70 108 155 14 45 83
S5DZCW 125077 .14 124 12.50 77 124 14 45 56 7DZCN.1300.108.14 155 13.00 108 155 14 45 83
SDZCW 127077 .14.124 1270 77 124 14 45 56 7DZCN.1350.108.14.135 | 13.50 108 155 14 45 83
SDZCW 130077 .14.124 13.00 77 124 14 45 56 7DZCN.1400.108.14 155 14.00 108 155 14 45 83
5DZCW 135077 14124 13.50 77 124 14 45 59 7DZCN.1450.121.16.171 14.50 121 171 16 48 92
5DZCW 140077 14124 14.00 77 124 14 45 59 7DZCN.1500.121 16 171 15.00 121 171 16 48 92
5DZCW . 1450.83.16.133 14 .50 83 133 16 48 60 TDZCN.1550.121.16.171 15.50 121 171 16 48 92
5DZCW . 1500.83.16.133 15.00 83 133 16 48 60 TDZCN.1600.121.16.171 16.00 121 171 16 48 92
5DZCW 1550.83.16.133 15.50 83 133 16 48 62 7DZCN.1650.135.18.185 16.50 135 185 18 48 103
5DZCW . 1600.83.16.133 16.00 83 133 16 48 62 7DZCN.1700.135.18.185 17.00 135 185 18 48 103
5DZCW . 1650.93.18.143 16.50 93 143 18 48 64 7DZCN.1750.135.18.185 17.50 135 185 18 48 103
5DZCW.1700.93.18.143 17.00 93 143 18 48 64 7DZCN.1800.135.18.185 18.00 135 185 18 48 103
5DZCW . 1750.93.18.143 17.50 93 143 18 48 66 7DZCN.2000.148.20.200 20.00 148 200 20 50 112
5DZCW.1800.93.18.143 18.00 93 143 18 48 66
5DZCW . 2000.101.20.153 20.00 101 153 20 50 71
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/’ FI 3% ® & A — / BIS5Z ®
C ] eneral Drilling Series General Drilling Series k @ =
k exian = e BRI K5 exion

=7J553DSRW 3 Flute Drill Bits 3DSRW =7J555DSRN 3 Flute Drill Bits 5DSRN
o |~ Ls
N L4 max _| . -
L3 LS

sLEEDc A% Tolerance.m7 EiLHEE D A% TolerancemT

3_1;[]5[)(;5:{;“] +0.016/+0.004 3__|]_|_]sD|:sa__un +0.016/+0.004

6.01=Dc=10.00  +0.021/+0.006 6.01sDcs10.00  +0.021/+0.006

10.01=Dc=1800 +0.025/+0.007 10.01=Dc<18.00  +0.025/+0.007

18.01=Dc<2000  +0.029/+0.008 18.01=Dcs20.00  +0.029/+0.008

#HEI#¥ cutting Materials © E%3E & Very Suitable [ i& & Suitable #HEI¥E cutting Materials © 4e% 3% & Very Suitable () i&#& Suitable
S a2 BES BB | eeihed | AW | A2 | BA2 | 8 mE | GE | BEas S a2 BES | BB | it | AW A2 BmAS 8 mE | BE | AEAs
Csatﬁﬁ" Alloy Steel T&#;g ﬁé}? g&, CastIron <s5hre |- »S5hre Stsa;gé?ss mﬁ;i'g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’él’ n Alloy Steel ngsgrcgggt%el Castlron <sShre | »55hre Stsat'ggfss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy

O @ © (@] @ &) &) 3, (o] © O (o]} @ o Q @]
ITHES T4z i 55 Az At RAHEIRE TS nE i8S B Az A BRIEHIRE
Code No. De{mm) L3{mm) L{mm) Ds{mm) Ls{mm) L4(mm) Code No. Dc{mm) L3{mm) L{mm) Ds{mm) Ls{mm) L4{mm)

3DSRW.400.24.04.66 4.00 24 66 4 36 17 5DSRN.400.34.04.74 4.00 34 74 4 36 27
3DSRW 420.24 06.66 4.20 24 66 6 36 17 SDSRN.420.34.06.74 420 34 74 (5] 36 27
3DSRW 450.24 06.66 450 24 66 6 36 18 HDSRN.450.34.06.74 450 34 74 6 36 27
3DSRW.500.28.06.66 5.00 28 66 6 36 20 SDSRN.500.44 .06.82 5.00 44 82 (5] 36 32
3DSRW .550.28.06.66 5.50 28 66 6 36 21 S5DSRN.550.44.06.82 550 44 82 [§] 36 32
3DSRW.600.28.06.66 6.00 28 66 6 36 21 SDSRN.600.44.06.82 6.00 44 82 (5] 36 32
3DSRW.610.28.06.66 6.10 28 66 6 36 21 SDSRN.610.44.06.82 6.10 44 82 5] 36 32
3DSRW .620.34.08.79 6.20 34 79 8 36 23 SDSRN.620.53.08.91 6.20 53 91 8 36 35
3DSRW.635.34.08.79 6.35 34 79 8 36 23 5DSRN.635.53.08.91 6.35 53 91 8 36 35
3DSRW.650.34.08.79 6.50 34 79 8 36 23 5DSRN.650.53.08.91 6.50 h3 91 8 36 35
3DSRW.680.34.08.79 6.80 34 79 8 36 25 HDSRN.680.53.08.91 6.80 i 91 8 36 40
3DSRW.700.34.08.79 7.00 34 79 8 36 25 5DSRN.700.53.08.91 7.00 53 91 8 36 40
3DSRW.750.41.08.79 7.50 41 79 8 36 25 5DSRN.750.53.08.91 7.50 53 91 8 36 40
3DSRW.780.41.08.79 7.80 41 79 8 36 27 S5DSRN.780.53.08.91 7.80 53 91 8 36 42
3DSRW.800.41.08.79 8.00 41 79 8 36 27 5DSRN.800.53.08.91 8.00 h3 9 8 36 42
3DSRW.850.47.10.89 8.50 47 89 10 40 27 SDSRN.850.61.10.103 8.50 61 103 10 40 42
3DSRW.900.47.10.89 9.00 _ 47 89 10 40 29 5DSRN.900.61.10.103 9.00 61 103 10 40 45
3DSRW .950.47.10.89 9.50 47 89 10 40 29 5DSRN.950.61.10.103 9.50 61 103 10 40 45
3DSRW.1000.47.10.89 10.00 | 47 89 10 40 31 5DSRN.1000.61.10.103 10.00 61 103 10 40 48
3DSRW.1050.55.12.102 10.50 55 102 12 45 31 SDSRN.1050.71.12.118 10.50 71 118 12 45 48
3DSRW.1100.55.12.102 11.00 | 55 102 12 45 33 5DSRN.1100.71.12.118 11.00 71 118 12 45 56
3DSRW.1150.55.12.102 11.50 55 102 12 45 33 S5DSRN.1150.71.12.118 11.50 71 118 12 45 56
3DSRW.1200.55.12.102 12.00 | 55 102 12 45 36 5DSRN.1200.71.12.118 12.00 71 118 12 45 56
3DSRW .1250.60.14.107 12.50 60 107 14 45 36 SDSRN.1250.77.14.124 12.50 77 124 14 45 56
3DSRW.1270.60.14.107 12.70 | 60 107 14 45 36 SDSRN.1270.77.14.124 12.70 77 124 14 45 h6
3DSRW.1300.60.14.107 13.00 60 107 14 45 36 S5DSRN.1300.77.14.124 13.00 i 124 14 45 56
3DSRW.1350.60.14.107 13.50 60 107 14 45 37 5DSRN.1350.77.14.124 13.50 T 124 14 45 59
3DSRW.1400.60.14.107 14.00 [ 60 107 14 45 37 5DSRN.140077.14.124 14.00 Vi 124 14 45 59
3DSRW.1450.65.16.115 14.50 65 115 16 48 38 HDSRN.1450.83.16.133 14.50 83 133 16 48 60
3DSRW.1500.65.16.115 15.00 65 115 16 48 38 SDSRN.1500.83.16.133 15.00 83 133 16 48 60
3DSRW.1550.65.16.115 15.50 65 115 16 48 39 5DSRN.1550.83.16.133 15.50 83 133 16 48 62
3DSRW.1600.65.16.115 16.00 65 115 16 48 39 S5DSRN.1600.83.16.133 16.00 83 133 16 48 B2
3DSRW.1650.73.18.123 16.50 73 123 18 48 40 5DSRN.1650.93.18.143 16.50 93 143 18 48 64
3DSRW.1700.73.18.123 17.00 3 123 18 48 40 SDSRN.1700.93.18.143 17.00 93 143 18 48 64
3DSRW.1750.73.18.123 17.50 73 123 18 48 41 5DSRN.1750.93.18.143 17.50 93 143 18 48 66
3DSRW.1800.73.18.123 18.00 73 123 18 48 41 5DSRN.1800.93.18.143 18.00 93 143 18 48 66
3DSRW.2000.79.20.131 20.00 79 131 20 50 49 S5DSRN.2000.101.20.153 20.00 101 153 20 50 71
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/ Fl3z ® 6 —— iling Ser v/ 3% ®
C ] eneral Drilling Series General Drilling Series k ¥ =
k exian = e B MRS exian

=7J§47DSRN 3 Flute Drill Bits 7DSRN SEOEE90DXW  Pilot Drill Bits 90DXW
o |~ Ls
Nty esss 1 & e — POET— - &
7. L4 max _| L3 Ls
L3 LS L
EiHE D 4-ETolerancem7
3.00=Dc=6.00 +0.016/+0.004
6.01=Dc=10.00 +0.021/+0.006
10.01=Dc=18.00 +0.025/+0.007 L EEDe 4+ E Tolerancem T
18.01=Dc=20.00 +0.029/+0.008 3.00=Dc=20.00 +0.01
#HEI#¥ cutting Materials © E%3E & Very Suitable [ i& & Suitable #HEI¥E cutting Materials © 4e% 3% & Very Suitable () i&#& Suitable
wEa a4 e WE | o hteel AER | Hhae | BAe | @ (WK | GR | mEad wEa a4 s W | o hteel AER | Hae @\Ae W MM | 5B | mEAe
Cﬁ;ﬁ?“ Alloy Steel T&‘SQE&? g&, CastIron <s5hre |- »S5hre Stsa;gé?ss ﬁfﬁ;i'g;,m Alughng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel Tgr::sgrcgggt%el Castlron <sShre | »55hre Stsat'é‘gfss ﬁtjg{;g;m Alumltg;um Copper | Resin | Graphite | Super Alloy
o o o o o o o o o o) o o o o o o
i 7 1 <
Cg;‘;ﬁ"?’ DCJ?’E“J B‘F’*ﬁ'] | Lﬁ‘f"‘} | Dﬁi’“%‘} | '—aﬁ"f"} | &ﬁ'ﬁi‘%g cgi;ﬁli DE{J&} B‘Fnﬁq] Lﬁqﬁ} D:tﬁmfi] u?m%n]
7DSRN 450 56 06 94 450 56 94 6 36 45 TR 300 5 77 1 56
e owas o - 5 : - 12 S0DXW.400.08.04.40 400 g 4 4 %
7DSRN.600.56.06.94 6.00 56 94 6 36 45 HDR L1008 0 AL 10 G2 8 0
7DSRN 610 56 06 94 610 56 94 6 36 45 el 12000 a0 12 Ll b 0
7DSRN 620.67.08.110 6.20 67 110 8 36 57 SOPDRMV 600, 16.10 54 LY 18 4 g 36
7DSRN 635 .67.08.110 635 67 110 8 36 57 90DXW.1000.20.10.62 10.00 20 62 10 40
7DSRN.650.67.08.110 6.50 67 110 8 36 57 90DXW.1200.24.12.71 12.00 24 n 12 45
7DSRN.680.67.08.110 6.80 67 110 8 36 57 90DXW.1400.28.14.75 14.00 28 75 14 45
7DSRN 700.67.08.110 7.00 67 110 8 36 57 90DXW.1600.32.16.82 16.00 32 82 16 48
7DSRN.750.72.08 110 750 72 110 8 36 57 90DXW.1800.36.18.86 18.00 36 86 18 48
7DSRN.780.72.08 110 780 72 110 8 36 57 90DXW 200040 20 92 2000 40 92 20 50
7DSRN 800.72.08 110 8.00 72 110 8 36 57
7DSRN 85080 10 122 850 80 122 10 40 62
7DSRN 900.80 10 122 9.00 80 122 10 40 62
7DSRN 950.80.10.122 950 80 122 10 40 62
7DSRN.1000.80.10.122 10.00 80 122 10 40 62
7DSRN 1050 94 12 141 10,50 94 141 12 45 72
7DSRN_ 1100 94 12 141 11.00 94 141 12 45 72
7DSRN 1150 94 12 141 11,50 94 141 12 45 72
7DSRN.1200.94.12.141 12.00 _ 94 141 12 45 72
7DSRN 1250.108.14 155 12,50 108 155 14 45 83
7DSRN_ 1270 108 14 155 1270 _ 108 155 14 45 83
7DSRN_1300.108 14 155 13.00 108 155 14 45 83
7DSRN 1350 108 14 155 1350 _ 108 155 14 45 83
7DSRN 1400.108.14 155 14.00 108 155 14 45 83
7DSRN 1450 121 16.171 14 50 121 171 16 48 92
7DSRN.1500 121 16 171 15.00 ' 121 171 16 48 92
7DSRN.1550 121 16 171 1550 121 171 16 48 92
7DSRN_ 1600121 16.171 16.00 121 171 16 48 92
7DSRN 1650 135.18 185 16 50 135 185 18 48 103
7DSRN 1700.135.18.185 17.00 135 185 18 48 103
7DSRN.1750 13518 185 17,50 135 185 18 48 103
7DSRN.1800.135 18 185 18.00 135 185 18 48 103
7DSRN 2000 148 20 200 2000 148 200 20 50 112
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K 4 gz - ® General Drilling Series General Drilling Series K & gg a ®

exian B HIR S B HIR S exian

EOVEE120DXW  Pilot Drill Bits 120DXW B TIZCJ Straight Fluted Reamers ZCJ

— DT - D —— EBEe=—1—"H®

S S | LS - A PR B
- L -

HELER.De 4+ ETolerance,m T

3.00=Dc=20.00 +0.01

WANEIFAE Cutting Materials © 3E%384 Very Suitable ©i&#& Suitable #ENEIFE Cutting Materials © 3£ 38 & Very Suitable © &4 Suitable

m aBHl mﬁm e B8 | ordoeed beel ;tFﬁ;ﬂ #as | BER # #iE| BB | SESS BN asH L] B8 | Hordooed beel AR #as®  Bas W |wis | BB | ZEas

Steal Alloy Steel Tempered Steel CastIron <s5hre |- »S5hre Sa;ge?ﬁ mﬁ;i'g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’él’ n Alloy Steel ngsgrcgggt%el Castlron <sShre | »55hre Stsat'ggfss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy

(&} @ O (@] @ O O 3, (o] (@] (&} (o]} @ 8 Q @]
i8S nE i8S B 1Az A T8RS iz bia:S B Az L3S ‘ T BAWHRE
Code No. Defmm) L3{mm) L{mm) Ds(mm) Ls{mm) Code No. De[mm]) L3{mm) L{mm) Ds{mm) Ls(mm) Z L4{mm)

120DXW.300.06.04 44 3.00 6 44 4 36 ZCJ 300120475 3.00 12 75 4 36 4 10

120DXW .400.06.04 46 4.00 8 46 4 36 ZCJ.350.12.04.75 3.50 12 75 4 36 4 12

120DXW.500.10.06 48 5.00 10 48 6 36 ZCJ.400.12.04.75 4.00 152 75 4 36 4 12

120DXW.600.12.06.50 6.00 12 50 [§] 36 ZCJ 45012 06.75 450 12 75 6 36 [§] 15

120DXW.800.16.08.54 8.00 16 54 8 36 ZCJ.500.12.06.75 500 12 75 6 36 6 15

120DXW.1000.20.10.62 10.00 20 62 10 40 ZCJ_550_.'I2_{]6._75 550 12 75 6 36 [§] 18

120DXW.1200.24 12.71 12.00_ 24 71 ‘_12 | 45 ZCJ 600.12.06.75 6.00 12 75 6 36 6 18

120DXW.1400.28.14.75 14.00 28 75 14 | 45 ZCJ.650.16.08.100 6.50 16 100 8 36 [§] 21

120DXW.1600.32.16.82 16.00 32 82 16 48 ZCJ.700.16.08.100 7.00 16 100 8 36 6 21

120DXW.1800.36.18.86 18.00 36 86 18 48 ZCJ.750.16.08.100 7.50 16 100 8 36 6 24

120DXW.2000.40.20.92 20.00 40 92 20 50 ZCJ.800.16.08.100 8.00 16 100 8 36 6 24
ZCJ.85020.10.100 850 20 100 10 40 6 27
ZCJ.900.20.10.100 9.00 20 100 10 40 6 27
ZCJ.95020.10.100 950 20 100 10 40 6 30
ZCJ.1000.20.10.100 10.00 20 100 10 40 6 30
ZCJ.1050.20.12.120 10.50 20 120 12 45 6 33
ZCJ.1100.20.12.120 11.00 20 120 12 45 6 33
ZCJ.1150.20.12.120 11.50 20 120 12 45 6 36
ZCJ.1200.20.12.120 12.00 20 120 12 45 6 36
ZCJ.1250.25.14.130 12.50 25 130 14 45 6 40
ZCJ.1300.25.14.130 13.00 25 130 14 45 6 40
ZCJ.1350.25.14.130 13.50 25 130 14 45 6 42
ZCJ.1400.25.14.130 14.00 25 130 14 45 6 42
ZCJ.1450.25.16.130 14.50 25 130 16 48 8 45
ZCJ.1500.25.16.130 15.00 25 130 16 48 8 45
ZCJ.1550.25.16.150 15.50 25 150 16 48 8 48
ZCJ.1600.25.16.150 16.00 25 150 16 48 8 48
ZCJ.1650.25.18.150 16.50 25 150 18 48 8 5
ZCJ.1700.25.18.150 17.00 25 150 18 48 8 by
ZCJ.1750.25.18.150 17.50 25 150 18 48 8 54
ZCJ.1800.25.18.150 18.00 25 150 18 48 8 54
ZCJ 20002520150 20.00 25 150 20 50 8 60
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K & gz a ® General Drilling Series High Performance Drilling Series K & gg - ®
exiaon & k5 B AR5 exian
P2HEFRJILXJ  Spiral Reamers LXJ SR SIEHQL  Powerful Drill Bits QL
e L5
N\
——— 1 @ ——— T—" === — i~ P
s \‘ | L4 max_
L3 i . LS -
- L
L EE.De 4+ ETolerance,m T
3.00=Dc=20.00 +0.03
#ANEI#E Cutting Materials © dE3%iEA& Very Suitable ) iE#&Suitable HWANEIFE Cutting Materials © 3#i& & Very Suitable 18 & Suitable
B asy BEN WE | o hteel ABN | Ha® | \ee | @ || AR | SEee B asy BEN W | o hteel AES | HAS BAs @ Wk | "R | SEAS
cs_atgﬁ" Alloy Steel Tg#;gggc?gt%el Cast Iron <S5hre | »55hre Stsa;gé?ss mﬁi?g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel ngsgrcgggt%el Cast Iron <S5hre | »55hre Stsati&iﬁss ﬁtﬁ{;g\",m Alumltg;um Copper | Resin | Graphite | Super Alloy
© © © o o 0 0 0 o o © o © 0 0 o
iTES nE [i3: B twiz A BAHEIRE iTES 7 b =i wE B B BAHEIRE
Code No. De(mm) L3({mm) L{mm) Ds{mm) Ls(mm) L4{mm) Code No. Defmm) L3{mm) L{mm) Ds{mm) Ls{mm) R{mm) L4{mm)
1XJ.300.12.04.75 3.00 12 75 4 36 10 QL .400.22.04 55 4.00 22 55 4 36 05 8
1XJ.350.12.04.75 350 12 75 4 36 12 QL 500.26.06.62 5.00 26 62 6 36 05 10
LXJ.400.12.04.75 4.00 12 75 4 36 12 QL.600.26.06.62 6.00 26 62 6 36 05 12
LXJ450.12.06.75 450 12 75 6 36 15 QL.700.34.08.74 7.00 34 74 8 36 05 14
LXJ.500.12.06.75 500 12 75 6 36 15 QL.800.34.08.74 8.00 34 74 8 36 05 16
LXJ 550.12.06.75 550 12 75 6 36 18 QL.900.34.10.74 9.00 34 74 10 40 05 18
LXJ.600.12.06.75 6.00 12 75 6 36 18 QL.1000.43.10.90 10.00 43 90 10 40 08 20
LXJ650.16.08.100 6.50 ' 16 100 8 36 ' 21 QL.110043.1290 = 1100 | 43 90 12 45 1.0 2
LXJ700.16.08.100 7.00 ' 16 100 8 36 ' 21 QL.1200431290 = 1200 | 43 90 12 45 1.0 24
LXJ.750.16.08.100 750 16 100 8 36 24 QL.1300.43.14.90 13.00 43 90 14 45 12 26
LXJ.800.16.08.100 8.00 16 100 8 36 24 QL.1400.54.14.107 14.00 54 107 14 45 15 28
1XJ.850.20.10.100 850 20 100 10 40 27 QL.1500.60.16.107 15.00 60 107 16 48 15 30
1XJ.900.20.10.100 9.00 20 100 10 40 27 QL.1600.60.16.107 16.00 60 107 16 48 15 32
1XJ.950.20.10.100 950 20 100 10 40 30 QL.1700.60.18.107 17.00 60 107 18 48 18 4
1XJ.1000.20.10.100 10.00 20 100 10 40 30 QL.1800.60.18.107 18.00 60 107 18 48 18 36
1XJ.1050.20.12.120 10.50 20 120 12 45 33 QL.1900.60.18.107 19.00 60 107 18 50 18 38
XJ.1100.20.12.120 | 11.00 ' 20 120 12 45 ' 33 QL20006020107 | 2000 | 60 107 20 50 20 40
LXJ115020.12.120 11.50 ' 20 120 {52 45 ' 36
1XJ.1200.20.12.120 12.00 20 120 12 45 36
LXJ.1250.25.14.130 12.50 25 130 14 45 40
1XJ.1300.25.14.130 13.00 25 130 14 45 40
LXJ.1350.25.14.130 13.50 25 130 14 45 42
LXJ.1400.25.14.130 14.00 25 130 14 45 42
LXJ.1450.25.16.130 14.50 25 130 16 48 45
LXJ.1500.25.16.130 15.00 25 130 16 48 45
LXJ.1550.25.16.150 15.50 ' 25 150 16 48 ' 48
LXJ.1600.25.16.150 | 16.00 ' 25 150 16 48 ' 48
LXJ.1650.25.18.150 16.50 25 150 18 48 51
LXJ.1700.25.18.150 17.00 25 150 18 48 51
LXJ.1750.25.18.150 17.50 25 150 18 48 54
LXJ.1800.25.18.150 18.00 25 150 18 48 54
LXJ.2000.25.20.150 20.00 25 150 20 50 60
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K L gz P ® High Performance Drilling Series High Performance Drilling Series K £ gg - ®
exXian B AR 5 (Sl 5 - 1B exXxian
=RMSEH3JQL 3 Point Powerful Drill Bits 3JQL FEEL3DPDW  Flat Bottom Drill Bits 3DPDW
_— o] SSSH— - &
L4 max ‘
L3 LS
HaLERDe 4+ ETolerance,m7 L
3.00=Dcs=6.00 +0.016/+0.004
6.01=Dc=10.00 +0.021/+0.006
#aLEE De 4+ ¥ETolerance,m7 10.01=De=18.00  +0.025/+0.007
3 00=Dc=20.00 003 18.01=Dc=2000 +0.029/+0.008
#HEI#¥ cutting Materials © E%3E & Very Suitable [ i& & Suitable #ENEIFE Cutting Materials © 3£ 38 & Very Suitable © &4 Suitable
mEN asl AERA WE | o hteel REEH #as | #as @ |#ig | BB | SEas mEN asl AERA W | o hteel REEH %as  #as @ |(#E | BB | 5888
cs_atgﬁ" Alloy Steel Tg#;gggc?gt%el Cast Iron <S5hre | »55hre Stsa;gé?ss mﬁ;i'g;,m Alugﬁng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel ngsgrcgggt%el Cast Iron <S5hre | »55hre Stsat'ggfss ﬁfg{;él;m Alumltg;um Copper | Resin | Graphite | Super Alloy
O o] © (@) © O O O (s} (o] © (] (o] O Q O
TS iz b 3:3 I8 Az A BE BAHHRE TS iz s I8 Az s BAHHIRE
Code No. Def{mm) L3{mm) L{mm)} Ds{mm) Ls{mm) R{mm) L4{mm) Code No. Dc(mm) L3{mm) L{mm) Ds(mm) Ls{mm)} L4{mm)
3JQL.400.22.04.55 400 22 55 4 36 05 8 3DPDW.400.24.04.66 4.00 24 66 4 36 17
3JQL.500.26.06.62 5.00 26 62 6 36 05 10 3DPDW.450.24 04 66 450 24 66 6 36 18
3JQL.600.26.06.62 6.00 26 62 6 36 05 12 3DPDW.500.28.06.66 5.00 28 66 6 36 20
3JQL.700.34.08.74 7.00 34 74 8 36 05 14 3DPDW.550.28.06.66 550 28 66 6 36 21
3JQL.800.34.08.74 8.00 34 74 8 36 05 16 3DPDW.600.28.06.66 6.00 28 66 6 36 21
3JQL.900.34.10.74 9.00 74 10 40 05 18 3DPDW.650.34.08.79 6.50 34 79 8 36 23
3JQL.1000.43.10.90 10.00 43 90 10 40 0.8 20 3DPDW.700.34.08.79 7.00 34 79 8 36 25
3JQL.1100.43.12.90 11.00 ' 43 ) 12 ' 45 10 22 3DPDW.750.41.08.79 7.50 41 79 8 36 25
3JQL.1200.43.12.90 12.00 ' 43 90 12 ' 45 1.0 24 3DPDW.800.41.08.79 8.00 M 79 8 36 27
3JQL.1300.43.14.90 13.00 43 90 14 45 2 26 3DPDW.85047.10.89 8.50 47 89 10 40 27
3JQL.1400.54.14.107 14.00 54 107 14 45 15 28 3DPDW.900.47.10.89 9.00 47 89 10 40 29
3JQL.1500.60.16.107 15.00 60 107 16 48 15 30 3DPDW.950.47.10.89 9.50 47 89 10 40 29
3JQL.1600.60.16.107 16.00 60 107 16 48 15 32 3DPDW.1000.47.10.89 10.00 47 89 10 40 31
3JQL.1700.60.18.107 17.00 60 107 18 48 18 34 3DPDW.1050.55.12.102 10.50 55 102 12 45 31
3JQL.1800.60.18.107 18.00 60 107 18 48 18 36 3DPDW.1100.55.12.102 11.00 55 102 12 45 33
3JQL.1900.60.18.107 19.00 60 107 18 50 18 38 3DPDW.1150.55.12.102 11.50 55 102 12 45 33
3JQL.2000.60.20.107 20.00 ' 60 107 20 ' 50 20 40 3DPDW.1200.55.12.102 12.00 55 102 12 45 36
3DPDW.1250.60.14.107 12,50 60 107 14 45 36
3DPDW.1300.60.14.107 13.00 60 107 14 45 36
3DPDW.1350.60.14.107 1350 60 107 14 45 37
3DPDW.1400.60.14.107 14.00 60 107 14 45 37
3DPDW.1450.65.16.115 1450 65 115 16 48 38
3DPDW.1500.65.16.115 15.00 65 115 16 48 38
3DPDW.1550.65.16.115 1550 65 115 16 48 39
3DPDW.1600.65.16.115 16.00 65 115 16 48 39
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/ 4 5Z ® High Performance Drilling Series High Performance Drilling Series K il SZ ®
- ' -
Ké&stian exian

ex I 5 At M K51

FEESSDPDN  Flat Bottom Drill Bits SDPDN RFLEE12DSKN  Gun Drill Bits 12DSKN
Dc] “_\—SS\T e —_——— oS-SS S-S T S
AN ) 5
L tame | s
L3 | LS J; ~ . il
EiHE 0D 4-ETolerancemT L L J 135-1.@ X\_ﬂkwiﬂ-ﬁfth__
3.00=Dc=6.00 +0.016/+0.004 $UEEDe  AETolerancemT . L4 rmaLJ:ta =
6.01=Dc=10.00 +0.021/+0.006 3.00=Dc=6.00 -0.020/-0.038 L
10.01=De<18.00  +0.025/+0.007 6.01<Dcs10.00  -0.0251-0.047
18.01=Dc=20.00 +0.029/+0.008 10.01=Dc=18.00 -0.032/-0.059
WAL Cutting Materials © 3E%iE& Very Suitable (& & Suitable #ENEIFE Cutting Materials © 3£ 38 & Very Suitable © &4 Suitable
BN e i WE | Hodoiteel | #Hae | mas A |wE | BE | BEas BHEN e i W | o hteel TS #ae | Bas A | #E | BB | mEas
cs.at:at:a?n Alloy Steel T&#Sgggc?gt%el Cast Iron <S5hre | »55hre Stsaggé?ﬁ ﬁfﬁ;i'g;,m Alughng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel Tgr::sgrcgggt%el Cast Iron <S5hre | »55hre Stsat'é‘gfss ﬁtjg{;g;m Alumltg;um Copper | Resin | Graphite | Super Alloy
© o] O @ © O O O (s} (o] © © (o] ) C =

iTES iz s B Az 1w BAHEIRE i8S 7z 83 B Az At BAHEIRE

Code No. De{mm) L3{mm) L{mm) Ds{mm) Ls{mm) La4{mm) Code No. Dc{mm) L3{mm) L{mm) Ds{mm) Ls(mm) L4{mm)
5DPDN_400.24 04 66 4.00 24 66 4 36 17 12DSKN .400.68.04 116 400 68 116 4 46 62
5DPDN 450 2404 66 450 24 66 6 36 18 12DSKN 4507706127 450 77 127 6 48 69
5DPDN 500.28.06.66 5.00 28 66 6 36 20 12DSKN 500.94.06 146 5.00 94 146 6 50 85
5DPDN 550.26.06.66 550 28 66 6 36 21 12DSKN 550.94.06 146 550 04 146 6 50 a5
5DPDN _600.28.06.66 6.00 28 66 6 36 21 12DSKN 600.102.06.154 6.00 102 154 6 50 93
5DPDN .650.34.08 79 6.50 34 79 8 36 23 12DSKN.650.111.08.164 6.50 111 164 8 50 100
5DPDN_700.34.08.79 7.00 34 79 8 36 25 12DSKN.700.119.08.172 7.00 119 172 8 50 108
5DPDN_750.410879 750 41 79 8 36 25 12DSKN.750.128.08.182 7.50 128 ' 182 8 52 116
5DPDN_800.410879 | 8.00 41 79 8 36 27 12DSKN.800.136.08.190 8.00 136 ' 190 8 52 124
5DPDN.85047.10.89 8.50 47 89 10 40 27 12DSKN.850.145.10.200 8.50 145 ' 200 10 52 131
5DPDN_900.47.10.89 9.00 47 89 10 40 29 12DSKN .900.153.10.208 9.00 153 208 10 52 139
5DPDN _950.47.10.89 950 47 89 10 40 29 12DSKN.950.162.10.218 9.50 162 218 10 54 147
5DPDN_1000.47.10.89 10.00 47 89 10 40 31 12DSKN.1000.170.10.226 10.00 170 226 10 54 155
5DPDN.1050 55.12.102 1050 55 102 12 45 31 12DSKN.1050.179.12.240 10.50 179 240 12 58 162
5DPDN.1100.55.12.102 11.00 55 102 12 45 33 12DSKN.1100.187.12.248 11.00 187 248 12 58 170
5DPDN.1150 55.12.102 1150 55 102 12 45 33 12DSKN.1150.196.12.258 1150 196 258 12 60 178
5DPDN_120055.12.102 | 12.00 55 102 12 45 36 12DSKN.1200.204.12.266 12.00 204 ' 266 12 60 186
5DPDN 1250 60.14.107 | 1250 60 107 14 45 36 12DSKN.1250.213.14.276 12.50 213 ' 276 14 60 193
5DPDN_1300.60.14.107 | 13.00 60 107 14 45 36 12DSKN.1300.221.14.284 13.00 221 ' 284 14 60 201
5DPDN.1350.60.14.107 1350 60 107 14 45 37 12DSKN.1350.230.14.294 1350 230 294 14 60 209
5DPDN._1400.60.14.107 14.00 60 107 14 45 37 12DSKN.1400.238.14.302 14.00 238 302 14 62 217
5DPDN.1450 65.16.115 1450 65 115 16 48 38 12DSKN.1450.247.16.312 1450 247 312 16 62 224
5DPDN_1500.65.16.115 15.00 65 115 16 48 38 12DSKN.1500.255.16.320 15.00 255 320 16 62 232
5DPDN.1550.65.16.115 1550 65 115 16 48 39 12DSKN.1550.264.16.330 1550 264 330 16 64 240
5DPDN_1600.65.16.115 16.00 65 115 16 48 39 12DSKN.1600.272.16.338 16.00 272 338 16 64 248
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/ Al 5Z ® High Performance Drilling Series High Performance Drilling Series K A 5Z ®
- ' -
Ké&3tian exian

= tEREEAHEIZT = EEEELEI RS
RFLEE15DSKN  Gun Drill Bits 15DSKN SRALEE20DSKN  Gun Drill Bits 20DSKN
S 7[7|-5 5ty
(e IS S S S S e 4 ”@@ SSSSISSSE

#HaEEZEDe 4AETolerancemT Ld rrnL):(! is #HEHiEDe  #ETolerancemn T L max s
3.00=Dc=6.00 -0.020/-0.038 L 3.00=Dc=6.00 -0.020/-0.038 L

6.01=Dc=10.00 -0.025/-0.047 6.01=Dc=10.00 -0.025/-0.047

10.01=Dc=18.00 -0.032/-0.059 10.01=Dc=18.00 -0.032/-0.059

#WANEIFEL Cutting Materials © Jk%i&#& Very Suitable () iE&Suitable #WANEIFE Cutting Materials © 3#i& & Very Suitable ©i&# Suitable
HEN & BEH B8 | e | we@ %ase | Bas | |(wig | AR | mEes HEN o BEN # | v | we@ %as | Eas | (| FE | s8as
cs.at:at:a?n Alloy Steel T&#Sgggc?gt%el Cast Iron <S5hre | »55hre Stsaggé?ﬁ ﬁfﬁ;i'g;,m Alughng;rum Copper | Resin | Graphite | Super Alloy c;tg’élm Alloy Steel Tgr::sgrcgggt%el Cast Iron <S5hre | »55hre Stsatié\glass ﬁt}g{;g;m Alumltér;um Copper | Resin | Graphite | Super Alloy
O © © © © ®) O & o @ O © o 2 C <
G N m B i i AR TS N i R iz i BAHIRE
Code No. De{mm) L3{mm) L{mm) Ds{mm) Ls(mm) L4{mm) Code No. Dc{mm)} L3{mm) L{mm) Ds{mm) Ls{mm) L4{mm)
15DSKN.400.80.04.128 4.00 80 128 4 46 74 20DSKN.400.100.04.148 400 100 148 4 46 94
15DSKN.450.90.06.140 450 90 140 6 48 82 20DSKN.450.113.06.163 450 13 163 6 48 105
15DSKN.500.110.06.162 5.00 110 162 6 50 101 20DSKN.500.140.06.192 5.00 140 192 6 50 131
15DSKN.550.110.06.162 550 110 162 6 50 101 20DSKN.550.140.06.192 550 140 192 6 50 131
15DSKN.600.120.06.172 6.00 120 172 6 50 111 20DSKN.600.150.06.202 6.00 150 202 6 50 141
15DSKN.650.130.08.183 6.50 130 183 8 50 119 20DSKN.650.163.08.216 6.50 163 216 8 50 152
15DSKN.700.140.08.193 7.00 140 193 8 50 129 20DSKN.700.175.08.228 7.00 175 228 8 50 164
15DSKN.750.150.08 204 7.50 150 204 8 52 138 20DSKN.750.188.08 242 7 50 188 242 8 52 176
15DSKN.800.160.08.214 | 8.00 160 214 8 52 148 20DSKN.800.200.08 254 8.00 200 254 8 52 188
15DSKN 850.170.10225 | 8.50 170 225 10 52 156 20DSKN.850213.10.268 850 213 268 10 52 199
15DSKN.900.180.10.235 9.00 180 235 10 52 166 20DSKN.900.225.10.280 9.00 225 280 10 52 211
15DSKN.950.190.10.246 9.50 190 246 10 54 175 20DSKN.950.238.10.294 950 238 204 10 54 223
15DSKN.1000.200.10.256 10.00 200 256 10 54 185 20DSKN.1000.250.10.306 10.00 250 306 10 54 235
15DSKN.1050.210.12.271 10.50 210 271 12 58 193 20DSKN.1050.263.12.324 10.50 263 324 12 58 246
15DSKN.1100.220.12.281 11.00 220 281 12 58 207 20DSKN.1100.275.12.336 11.00 275 336 12 58 262
15DSKN.1150.230.12.292 11.50 230 292 12 60 212 20DSKN.1150.288.12.350 11.50 288 350 12 60 270
15DSKN.1200.240.12.202 12.00 240 302 12 60 226 20DSKN.1200.300.12.362 12.00 300 362 12 60 286
15DSKN.1250.250 14213 | 12.50 250 313 14 60 230
15DSKN.1300.260 14223 | 13.00 260 323 14 60 240
15DSKN.1350.270.14.235 13.50 270 335 14 60 249
15DSKN.1400.280.14.344 14.00 280 344 14 62 259
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Drilling Series
EHEIZZ

18I Z2%43 Miling Parameters Recommendation

EREERIEFTIHISH

Recommended Cutting Parameters for Solid Carbide Alloy Reamers

hhsRE £33 Feeding Rate fz(mm/|
i THE Tensile Strength N/mm? zmm/s) HIHIEE Cutting Speed SR
Working Materials fEE o i 5 Ve{m/min) Coolant
Fardaces tin ©3-08 D 8-Dd20 ©20-025
<500N/mm? 0.15-0.25 0.20-035 0.30-0.50 25-35
SN
Structural LRt
Steel 500-700N/mm? 0.1-0.12 0.17-0.30 0.25-0.40 25-35 Emulsifier
700N/mm? 0.1-0.18 0.15-0.25 0.20-0.35 20-30
< 1400N/mm? 0.1-02 0.15-0.25 0.2-035 25-35
TAEW FLA6H
Tool Steel Emulsifier
= 1400N/mm? 0.08-0.12 0.1-0.15 0.15-0.3 20-30
TG LAk
Stainless << 850N/mm? 0.1-0.15 0.15-02 02-03 15-25 o
Steel Emulsifier
<200HB 0203 03-05 04-07 25-35 3!’%_5@
Emulsifier
&
Cast Iron
FaUHHl
=200HB 0.15-0.25 0.2-0.35 03-05 20-30 Dry Cutting
BasE
AIuAr“inum 0.15-0.25 02-035 03-06 25-40 E?;]Ltﬁzlii?ir
oy
=k
COEE: Alloy 0.12-0.18 0.15-0.25 025-04 20-35 Eﬁtﬁiﬁir
®was IHEIH
Titanium Alloy 0.08-0.12 0.1-0.15 0.15-02 30-40 Cutting Fluid

K jE gg P ® Drilling Series
exian IR
18I Z2%(3E Milling Parameters Recommendation
Fay < - s
EREEHLEFTHISH
Recommended Cutting Parameters for Solid Carbide Alloy Drill Bits
nhrRE #4355 Feeding Rate f
IITHE Tensile Strength N/mm? * = B fema) HIEIEE Cutting Speed e
Working Materials HE Ve{m/min) Coolant
Hardness HB D4-08 ©8-D20 ©20-D25
< 500N/mm? 0.08-0.15 0.15-0.3 0.3-0.35 80-130
i A
Stractiiral Emulsifier
Steel 500-700N/mm? 0.06-0.12 0.12-0.25 0.25-0.35 65-100
LIHIH
Cutting Fluid
700N/mm? 0.06-0.12 0.12-0.25 0.25-0.30 60-90
< 1400N/mm? 006012 | 012025 0.25-0.30 50-70 AL
TER Emulsifier
Tool Steel
PDHlH
=1400N/mm? 0.05-0.1 0.1-0.18 0.17-0.25 45-60 Cutting Fluid
T EH |
Stainless < 850N/mm? 0.06-0.1 0.1-02 0.2-0.25 45-65 $Lﬂ5_§ﬂl 7 _ﬁj H g
Steel Emulsifier/ Cutting Fluid
<200HB 0.1-0.15 0.14-0.18 0.18-0.22 95-100
ek ALHIF
Cast Iron Dry Emulsifier
=>200HB 0.08-0.12 0.12-0.15 0.16-0.2 80-100
BesE
Aluminum 0.120.2 02-0.35 0.35-04 80-180 ng_ﬁ_u
Alloy Emulsifier
Hes EIRe i
Copger Alloy 0.12-02 0.2-0.35 0.35-04 70-140 e
®as FLEF . tIHEIH
Titanium Alloy o5 AEER @Z42s e Emulsifier/ Cutting Fluid
FAEE PR A
Thermoplastic 0.06-0.012 0.012-0.32 0.32-0.48 80-150 q:i.t"_"m
Plastics Drying/gas
AR F/SE
Rigid 0.06-0.24 0.24-0.36 0.36-0.48 80-120 :
Plastics Drying/gas
BICEBR
Ramfarcod Eibre 0.02-0.06 0.08-0.24 0.26-04 70-130 ?;?E{jéﬁ
Plastics
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P /’/ ®
Ké&stian Késtian
Eﬁ*j *E-I-iﬂ':n Composite Milling Cutters Non-Standard Series EIIEJI‘;T:,%’iIJ

FHZIHE NN, . FHEN. KA 2. BR S & A H/ BT H4ESIEMT R TR - ERAR TP RS RRE T ANMR RES.
ER S SHEHEHIERRR A R, For new material and new processing technology, Kexian has been adhering to keep a well tradition that

jointly develops new products along with customers.

Kexian continuely provides non-standard solutions for all kinds of hard milling materials and new composite
matenials, such as Steels Cast Iron. Stainless Steel. Titanium Alloy. Superalloy. Carbon-fiber. Fiber-glass
and so on.
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