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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 ISO 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-Oriented, 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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FQ%EF:)J Reduced Neck Square End Mill

D
Cutter Dia. Length of Cut

|

52 . 0010 . 0020. 2F

| il

Flute

Cutter Type

@ 0.1*0.2*2
Example:®0.1*0.2*2Flute

P J] Long Neck Square End Mil

D
Cutter Dia. Effective Length

|

52 . 01 003 . 2F

| |

Flute

Cutter Type

@ 0.1*0.3*2
Example:®0.1*0.3*2FIute

END MILLS SELECTION GUIDE
JDEESIRIRIER

EHAET] straight Shank Square End Mill

D
Cutter Dia.  Length of Cut

|

52.0400.11.050. 4F

| L

Over Length Flute

Cutter Type

@ 4*11*50*4
Example: ®4*11*50*4Flute

B2 J) Corner Radius End Mil

D R

Cutter Dia. Corner Radius

1

52.040.11.01.050. 4R

41

Length of Cut Over Length Flute

Cutter Type

@ 4*11*R0.1*50*4
Example: ®4*11*R0.1*50*4Flute
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R EL ] Long Neck Comer Radius End Mil

Cutter D|a Corner Radlus

1 1

52.10.040.005. 4LR

L1

Effective Length Flute

Cutter Type

® 1*4*R0.05*4
Example: ®1*4*R0.05*4Flute

RIEER ] Long Neck Ball End Mil

D
Cutter Dia. Effective Length

|

52. 08 . 020 . 2LB

il

Flute

Cutter Type

@ 0.8R0.4*2*2
Example: ®0.8R0.4*2*2FIute

END MILLS SELECTION GUIDE
TRESIRRiERE

ERT] Ball End Mil

Cutter Dla Overall Length

1 1

52.04.06.050. 2B

L4

Length of Cut Flute
Cutter Type
® 4R2*6*50*2
Example:®4R2*6*50*2Flute
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Coating Types Chart on workpieces

COATINGS INTRODUCTION

O FEES

Very Suitable

RENE

OEFEE
Suitable

RERMZE Coating Types

AP STREN=
TiSi
COATING

BIBIRE
CrAl
COATING

BIKEEERE
AITiSi
COATING

ENIERE

DLC
COATING

DIA
COATING
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AL TREN

48~70 HRC Hardened Steel

O

LI

45~65 HRC Hardened Steel

@)

AN

45~52 HRC Hardened Steel

i3 RN

Quenched & Tempered Steel

=B
Ordinary Steel

§fa)
Copper

e

Aluminum Alloy

)
Hard Brittle Materials

a=
Graphite

=
=B

A
[=)/m /3 =
Superalloy

7N
Titanium Alloy

AEHN
Stainless Steel

{72

Cast Iron
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2 BEREAERT) o
52 SOLID CARBIDE END MILLS

271 EFT] P10
2 Flute Reduced Neck Square End Mill

271 EfATT) P11
2 Flute Straight Shank Square End Mill

271 B2 TR EF TIYIHIS# P12-14
Milling Parameters of 2 Flute Straight Shank Square End Mill & 2 Flute Reduced Neck Square End Mill

ATIERETFT] P15
4 Flute Reduced Neck Square End Mill

AT EHRFET] P16
4 Flute Straight Shank Square End Mill

ATIEMATIREFENVHSH P17-18
Milling Parameters of 4 Flute Straight Shank Square End Mill & 4 Flute Reduced Neck End Mill

27 RIATET] P19-22
2 Flute Long Neck Square End Mill

27NREFETNESE P23-26
Milling Parameters of 2 Flute Long Neck Square End Mill

ATIRATFT] P27-29
4 Flute Long Neck Square End Mill

AVIRAFTEISE P30-31
Milling Parameters of 4 Flute Long Neck Square End Mill

27RERET] P32-34
2 Flute Reduced Neck Radius End Mill

ATIRERET] P35
4 Flute Reduced Neck Radius End Mill

27 ATIERE B B TIYIHI B3 P36
Milling Parameters of 2 Flute /4 Flute Reduced Neck Radius End Mill

A7) ERE & T] P37-39
4 Flute Straight Shank Radius End Mill

ATVEWMBESTIHISH P40
Milling Parameters of 4 Flute Straight Shank Radius End Mill

2RBRET] P41-51
2 Flute Long Neck Radius End Mill

2R ARETINEISH P51-53
Milling Parameter of 2 Flute Long Neck Radius End Mill

AT RAEET] P54-62
4 Flute Long Neck Radius End Mill

AVIRAE S TIEIS P63-64
Milling Parameter of 4 Flute Long Neck Radius End Mill

DIEES )] P65
2 Flute Reduced Neck Ball End Mill

YOIN=ETE> P))| P66
2 Flute Straight Shank Ball End Mill

27 R E /AR TINHISH P67-68
Milling Parameters of 2 Flute Reduced Neck/ Straight Shank Ball End Mill

271 RGBT P69-72
2 Flute Long Neck Ball End Mill

271 R AT E S HR P73-78
Milling Parameters of 2 Flute Long Neck Ball End Mill

B TERE, EERITEATEL!

Top Performance, Competitive Price!
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Késion 52 s
2TJEEZEYT] 2 Flute Reduced Neck Square End Mill

L

|
< 15°
D ] U

| IZ m |Z mE Z mE | miss | EAvEE
AZ: d=h5 Tolerance Coating | Slotting 4 Side Milling [I£4_ | Face Milling %4 Flute | Helix Angle | Workpiece HRC
D=3 0,-0.015
3<D<20 0.-0.02 CrAL @ © © 2 30° HRC<52
#HIEIRE Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable
e GEL st B | Hardorduee | AGW | sas | @A m | WE | AR | ®EA
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatlgtljss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@© @ @) © O O O O @ O
T8RS 7% (D) 74 (1) w2 (d) 2K (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length
52.0010.0020.2F 0.1 0.2 4 45
52.0020.0040.2F 0.2 0.4 4 45
52.0030.0060.2F 0.3 0.6 4 45
52.0040.0080.2F 0.4 0.8 4 45
52.0050.0100.2F 0.5 1 4 45
52.0060.0120.2F 0.6 1.2 4 45
52.0070.0140.2F 0.7 1.4 4 45
52.0080.0160.2F 0.8 1.6 4 45
52.0090.0180.2F 0.9 1.8 4 45
52.0100.0300.2F 1 5 4 50
52.0150.0450.2F 1.5 4.5 4 50
52.0200.0600.2F 2 6 4 50
52.0250.0750.2F 25 7.5 4 50
52.0300.0900.2F-6 g 9 6 50
52.0400.1200.2F-6 4 12 6 50
52.0500.1500.2F-6 ) 15 6 60

10
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Milling Series
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Ké&stion
27JEFYJ] 2 Flute Straight Shank Square End Mill

L
/ ®d
-
] 1
A | Z e IZ B Z nH | wiEm | EanNEE

A% : d=h5 Tolerance Coating | Slotting 4| Side Milling <4 | Face Millingﬁ Flute | Helix Angle | Workpiece HRC

D<3 0,-0.015

3<D<20 0002 CrAL © ©) © 2 30° HRC=<52

WIEI#FH Cutting Materials O 3E#iE & Very Suitable O 3& 4 Suitable

] 2en WER | B% | rademdsed | KB | #Ae | 88 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:ggrcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m AIuqulér;Ium Copper | Resin | Graphite | Super Alloy
© @) O O O O O © O
T8RS 712 (D) 7% (1) #wE (d) £ (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length

52.0400.11.050.2F 1 50
52.0400.11.075.2F 4 11 4 75
52.0600.13.050.2F 13 50
52.0600.15.060.2F 15 60
52.0600.15.075.2F 6 15 6 75
52.0600.15.100.2F 15 100
52.0800.20.060.2F 20 60
52.0800.20.075.2F 8 20 8 75
52.0800.20.100.2F 20 100
52.1000.25.075.2F 25 75
52.1000.25.100.2F 10 25 10 100
52.1000.30.150.2F 30 150
52.1200.25.075.2F 25 75
52.1200.30.100.2F 12 30 12 100
52.1200.30.150.2F 30 150
52.1600.30.100.2F 16 30 16 100
52.1600.40.150.2F 40 150

11
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P18 Z#ZE Miling Parameters Recommendation

27 ESFTI 12T BMRIET]
2 Flute Reduced Neck Square End Mill & 2 Flute Straight Shank Square End Mill

ADEIM R f%2X4M Carbon Steel A%5N Alloy Steel
Workpiece Material S50C SCM -« SKD * SUS

nis
&% FHE &5 FHE | ge | FFE

Cutter Dia. uy & =
Side Milling |~ Slotting Side Milling| ~ Slotting | Side Milling | Side Milling | Slotting
0.1 50-80 | 50000 25 0.005 0.005 | 50-70 | 50000 15 0.005 0.005
0.2 50-80 | 50000 40 0.01 0.01 50-70 | 50000 25 0.01 0.01
0.3 50-80 | 50000 100 50 0.015 0.6 0.015 | 50-70 | 50000 90 35 0.015 0.6 0.015
0.4 50-80 | 50000 150 75 0.02 0.8 0.02 50-70 | 47700 130 50 0.02 0.8 0.02
0.5 50-80 | 41401 170 85 0.025 1 0.075 | 50-70 | 38200 130 50 0.025 1 0.025
0.6 50-80 | 34501 170 85 0.03 1.2 0.09 50-70 | 31847 130 50 0.03 1.2 0.03
0.7 50-80 | 29572 180 90 0.035 1.4 0.105 | 50-70 | 27298 140 50 0.035 1.4 0.035
0.8 50-80 | 25876 180 90 0.04 1.6 0.12 50-70 | 23885 140 50 0.04 1.6 0.04
0.9 50-80 | 23001 200 95 0.045 1.8 0.135 | 50-70 | 21231 145 50 0.045 1.8 0.045
1 50-80 | 20701 210 100 0.07 2 0.15 50-70 | 19108 150 55) 0.05 2 0.05
15 50-80 | 13800 | 210 100 0.105 3 0.75 50-70 | 12739 150 55 0.075 3 0.075
2 50-80 | 10350 | 210 100 0.14 4 1 50-70 | 9554 170 60 0.1 4 0.1
25 50-80 | 8280 250 120 0.175 5 1.25 50-70 | 7643 180 65 0.125 5 0.125
& 50-80 | 6900 280 140 0.45 6 1.5 50-70 | 6369 190 70 0.15 6 0.15
4 50-80 | 5175 300 160 0.6 8 3 50-70 | 4777 190 70 0.2 8 0.2
5 50-80 | 4140 330 160 0.75 10 3.75 50-70 | 3822 230 75 0.25 10 0.25
6 50-80 | 3450 340 170 0.9 12 4.5 50-70 | 3185 260 85 0.3 12 0.3
8 50-80 | 2588 320 160 1.2 16 6 50-70 | 2389 240 75 0.4 16 0.4
10 50-80 | 2070 300 150 1.5 20 7.5 50-70 | 1911 230 75 0.5 20 0.5
12 50-80 | 1725 270 140 1.8 24 9 50-70 | 1592 220 70 0.6 24 0.6

12
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118 &2%(ZE Miling Parameters Recommendation

2T EFTI /2T BEfRFT]
2 Flute Reduced Neck Square End Mill & 2 Flute Straight Shank Square End Mill

I E 1 R RSN Quenched&Tempered Steel Y& X4R Hardened Steel
Workpiece Material HPM * NAK SKD61 (~52HRC)

3 3 F 3
nis

Cutter Dia. g FFi& FFi& g FHE FHiE
Side Milling| Slotting | 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 | 50000 15 0.002 0.005
0.2 40-60 | 50000 30 0.01 0.01 20-40 | 47700 20 0.004 0.01
0.3 40-60 | 50000 85 40 0.015 0.6 0.015 | 20-40 | 31847 20 0.006 0.015
0.4 40-60 | 47700 | 110 55) 0.02 0.8 0.02 20-40 | 23885 50 25 0.008 0.8 0.02
0.5 40-60 | 38200 110 55 0.025 1 0.025 | 20-40 | 19108 60 30 0.01 1 0.075
0.6 40-60 (212314 110 55) 0.03 1.2 0.03 20-40 | 15924 60 30 0.012 1.2 0.09
0.7 40-60 (181984| 120 55 0.035 1.4 0.035 | 20-40 | 13649 65 35 0.014 1.4 0.105
0.8 40-60 [159236| 120 55) 0.04 1.6 0.04 20-40 | 11943 65 35 0.016 1.6 0.12
0.9 40-60 [141543| 125 55 0.045 1.8 0.045 | 20-40 | 10616 70 35 0.018 1.8 0.135
1 40-60 |127389| 130 65 0.05 2 0.05 20-40 | 9554 75 40 0.02 2 0.15
1.5 40-60 | 25478 130 65 0.075 3 0.075 | 20-40 | 6369 75 40 0.03 3 0.225
2 40-60 | 19108 | 150 75 0.1 4 0.1 20-40 | 4777 75 40 0.04 4 0.3
25 40-60 | 15287 160 80 0.125 5 0.125 | 20-40 | 3822 75 40 0.05 5 0.375
8 40-60 | 12739 | 170 85 0.15 6 0.15 20-40 | 3185 80 40 0.06 6 0.45
4 40-60 | 6369 170 85 0.2 8 0.2 20-40 | 2389 95 50 0.08 8 0.6
5 40-60 | 5096 210 110 0.25 10 0.25 20-40 | 1911 95 50 0.1 10 0.75
6 40-60 | 4246 240 120 0.3 12 0.3 20-40 | 1592 100 50 0.12 12 0.9
8 40-60 | 3185 220 110 0.4 16 0.4 20-40 | 1194 100 50 0.16 16 1.2
10 40-60 | 2548 210 100 0.5 20 0.5 20-40 | 955 100 50 0.2 20 1.5
12 40-60 | 2123 200 100 0.6 24 0.6 20-40 796 100 50 0.24 24 1.8

13
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18I E2%(ZE Miling Parameters Recommendation

2T EFTI /2T BfRFT]
2 Flute Reduced Neck Square End Mill & 2 Flute Straight Shank Square End Mill

BB R n

. F mm/mln F mm/mm Ae mm Ap mm
oo W ity Ly sﬁ mﬁ e =
Cutter Dia. &
0.1 60-80 50000 0.02 0.2 0.01
0.2 60-80 50000 90 85 0.04 0.4 0.02
0.3 60-80 50000 150 60 0.06 0.6 0.03
0.4 60-80 50000 200 80 0.08 0.8 0.04
0.5 60-80 44586 220 90 0.1 1 0.2
0.6 60-80 37155 230 g5 0.12 1.2 0.24
0.7 60-80 31847 240 95 0.14 1.4 0.28
0.8 60-80 27866 250 95 0.16 1.6 0.32
0.9 60-80 24770 260 95 0.18 1.8 0.36
1 60-80 22293 270 100 0.2 2 0.4
1.5 60-80 14862 300 120 0.3 3 1.125
2 60-80 11146 330 120 0.4 4 1.5
25 60-80 8917 360 120 0.5 5 1.875
8 60-80 7431 370 130 0.6 6 2.25
4 60-80 5573 390 130 0.8 8 3
5 60-80 4459 410 130 1 10 8.1
6 60-80 3715 410 130 1.2 12 4.5
8 60-80 2787 360 120 1.6 16 6
10 60-80 2229 330 110 2 20 7.5
12 60-80 1858 320 110 24 24 9

14



Milling Series / RISZ
52 ¥ 251 k exXxian
ATJERZEYET] 4 Flute Reduced Neck Square End Mill

L |
/ od
" )
@D
J
A | Z ek AL Z nH | wiER | EAHRES
AZ: d=h5 Tolerance Coating | Slotting i Side Milling IL Face Millingﬁl Flute | Helix Angle | Workpiece HRC
D=3 0-0.015
3<D<20 0,-0.02 CrAL © @) @ 4 30° HRC<52

W EI#AH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

] 2en WER | B% | radondsed | KB | #Ae | 88 @ |wE | GR | mEae
Csatrebeoln Alloy Steel Télrrl:ggrcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m AIuRuér;Ium Copper | Resin | Graphite | Super Alloy
(@) @ @© @ O O O O @ O
TS 7 (D) K (1) e (d) 2K (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length

52.0100.0300.4F 1 3 4 50
52.0150.0450.4F 1.5 4.5 4 50
52.0200.0600.4F 2 6 4 50
52.0250.0750.4F 25 7.5 4 50
52.0300.0900.4F 3 9 4 50
52.0300.0900.4F-6 3 9 6 50
52.0400.1200.4F-6 4 12 6 50
52.0500.1500.4F-6 5 15 6 60

15
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K&Xian 52 i

ATJJEMIET] 4 Flute Straight Shank Square End Mill

e
1
!

¢DI

e | Z s Z % Z nH | WER | EEHNES
AZ: d=h5 Tolerance Coating | Slotting |é| Side Milling Ié Face Milling_-/él Flute | Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0.-0.02 CrAL @) @) @) 4 30° HRC=<52

#HEIREL Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable

BEN aew Rl B | Hardorduee | AGW | #as | @A @ | Wi BB | =88
Csat';be?n Alloy Steel Te()rﬁsgrcgdegtge(el Cast Iron <52hre | >52hre Stsatlgtljss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) @) O O O O @ O
TS 7# (D) K (1) i (d) 2K (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length
52.0400.11.050.4F 11 50
52.0400.11.075.4F 4 11 4 75
52.0500.15.060.4F ) 15 6 60
52.0600.13.050.4F 13 50
52.0600.15.060.4F 15 60
52.0600.15.075.4F 6 15 6 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
52.1400.35.100.4F 35 100
52.1400.42.150 4F 4 42 14 150
52.1600.40.100.4F 40 100
52.1600.48.150.4F e 48 iIe 150
52.2000.40.100.4F 20 40 20 100
52.2000.60.150.4F 60 150

16
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11 Z#ZE Miling Parameters Recommendation

ATEREFTI/IATIEWRFET]
4 Flute Reduced Neck Square End Mill & 4 Flute Straight Shank Square End Mill

A EIM R % 2x4M Carbon Steel A% Alloy Steel
Workpiece Material S50C SCM -« SKD * SUS

E m/min

Cutter Dia. min-1 Mg M5 min-1 M5 g
Side Milling il Side Milling side Milling side Milling
1 45-75 19108 290 0.05 25 45-65 17516 210 0.05 25
1.5 45-75 12739 290 0.075 BNE 45-65 11677 210 0.075 3NS5
2 45-75 9554 290 0.1 5 45-65 8758 240 0.1 5
25 45-75 7643 350 0.125 6.25 45-65
3 45-75 6369 390 0.3 7.5 45-65 5839 260 0.3 7.5
4 45-75 4777 480 0.4 10 45-65
5 45-75 3822 510 0.5 125 45-65 3503 360 0.5 125
6 45-75 3185 540 0.6 15 45-65 2919
8 45-75 2389 480 1.2 20 45-65 2189 370 1.2 20
10 45-75 1911 480 15 25 45-65 1752
12 45-75 1592 440 1.8 30 45-65 1460 360 1.8 30
16 45-75 1194 380 24 40 45-65 1095 350
20 45-75 955 380 3 50 45-65 876 350 3 50

17
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PIEIZS#3E Milling Parameters Recommendation

ATJEREFTI/IATIERIET]
4 Flute Reduced Neck Square End Mill & 4 Flute Straight Shank Square End Mill

B EA R I ESN Quenched&Tempered Steel ZEK$W Hardened Steel 43 Copper
Workpiece Material HPM * NAK SKD61 (~52HRC) PP

P ] O o ey P 8 gy Py A P
m/min | min-1 -

Cutter Dia. m/min | min-1 m m/min | min-1 S
Side M Side Milling ide MiIIing Side MiII Side Mil
1 35-55 | 14331 | 170 0.05 25 15-35 | 7962 100 0.02 25 55-75 | 20701 0.2 25
1.5 35-55 | 9554 170 | 0.075 | 3.75 | 15-35 | 5308 100 0.03 | 3.75 | 55-75 | 13800 | 420 0.3 EL1®
2 35-55 | 7166 210 0.1 5 15-35 | 3981 100 0.04 5 55-75 | 10350 | 470 0.4 5
25 35-55 | 5732 210 | 0.125 | 6.25 | 15-35 | 3185 110 0.05 | 6.25 | 55-75 | 8280 500 0.5 6.25

3 35-55 | 4777 | 210 0.3 7.5 15-35 | 2654 110 | 0.06 7.5 | 55-75| 6900 | 530 0.6 7.5
4 35-55 | 3583 | 260 0.4 10 15-35 | 1990 140 | 0.08 10 556-75 | 5175 | 610 0.8 10
5 35-55 | 2866 | 320 0.5 125 | 15-35 | 1592 140 0.1 12.5 | 55-75 | 4140 | 610 1 125
6
8

35-55 | 2389 | 360 0.6 15 15-35 | 1327 140 | 0.12 15 55-75 | 3450 | 630 1.2 15
35-55 | 1791 | 340 1.2 20 15-35 | 995 140 | 0.16 20 55-75 | 2588 | 580 1.6 20

10 35-55 | 1433 | 310 1149 25 15-35 | 796 140 0.2 25 556-75 | 2070 | 540 2 25
12 35-55 | 1194 | 290 1.8 30 15-35 | 663 140 | 0.24 30 55-75 | 1725 | 490 24 30
16 35-55 | 896 280 2.4 40 15-35 | 498 140 | 0.32 40 55-75 | 1294 | 480 3.2 40
20 35-55 | 717 280 3 50 15-35 | 398 140 0.4 50 55-75 | 1035 | 480 4 50

18



. . / 5%
Mill S -
8D Linosee Ké&sian

271385832 T] 2 Flute Long Neck Square End Mill

Al Pd

. o
- _——~ 15
-

oD
®dt
aE | Z sk Z e Z D | WA | EAHNEE
A% : d=h5 Tolerance Coating | Slotting |4| Side Milling Z | Face Milling %4 |  Flute | HelixAngle | Workpiece HRC
D=3 0,-0.015
3<D<20 0002 CrAL (@) © © 2 30° HRC<52

WIEI#AH Cutting Materials O 3E#iE& Very Suitable O 3& 4 Suitable

TR aEN LEI5E: 2573 Harﬁfgmsteel RN RE® BE | WE as= mREE
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss Tltzll?g;m Alumltér;lum Copper | Resin | Graphite | Super Alloy
) @ @ @ O O O O @ O
Es 704 (D) B (1) 7 (1) B4 (d1) w2 (d) 2K (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.01.003.2F 0.3 45
52.01.004.2F 0.4 45
52.01.005.2F 0.1 0.5 0.1 0.085 4 45
52.01.006.2F 0.6 45
52.01.008.2F 0.8 45
52.01.010.2F 1 45
52.02.006.2F 0.6 45
52.02.008.2F 0.8 45
52.02.010.2F 1 45
0.2 0.2 0.18 4
52.02.012.2F 1.2 45
52.02.015.2F 1.5 45
52.02.020.2F 2 45
52.03.008.2F 0.8 45
52.03.010.2F 1 45
52.03.012.2F 1.2 45
52.03.015.2F 0.3 1.5 0.3 0.28 4 45
52.03.020.2F 2 45
52.03.025.2F 2.5 45
52.03.030.2F 3 45
52.04.010.2F 1 45
52.04.015.2F 1.5 45
52.04.020.2F 2 45
52.04.025.2F 2.5 45
52.04.030.2F 04 & 04 0.37 4 45
52.04.040.2F 4 45
52.04.050.2F 5 45
52.04.060.2F 6 45
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2713853832 T] 2 Flute Long Neck Square End Mill

L |
h od
*ir 15 ’7
®D -
d1
e | Z s |Z i Z nE | Wi | EAMREE
AZE: d=h5 Tolerance Coating Slotting Cdi Side Milling L& Face Milling 2% Flute | Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0.-0.02 CrAL @ (© © 2 30° HRC<52
#HIEIRE Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable
i B . _ B .
e AN A W 7273 Hardened Steel B REE 28 o g A% S
Csatr;zbecin Alloy Steel Te()rﬁsgrcgdegtge(el Cast Iron <52hre | >52hre Stsatlgtljss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@© @ @) © O O O O @ O
TS 7% (D) e (1) 7E (1) sz (d1) 112 (d) 2K (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.05.015.2F 1.5 50
52.05.020.2F 2 50
52.05.030.2F 3 50
52.05.040.2F 0.5 4 0.5 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 1.5 50
52.06.020.2F 2 50
52.06.040.2F 0.6 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 0.8 6 0.8 0.76 4 50
52.08.080.2F 8 50
52.08.100.2F 10 50
52.08.120.2F 12 50
52.10.040.2F 4 50
52.10.060.2F 6 50
52.10.080.2F 1 8 1 0.95 4 50
52.10.100.2F 10 50
52.10.120.2F 12 50
52.10.150.2F 15 50
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271R38T] 2 Flute Long Neck Square End Mill

L |
A &d
1 =
®D =i
Pd1
e | Z sk Z e Z D | WA | EAHNEE

A% : d=h5 Tolerance Coating | Slotting |4| Side Milling Z | Face Milling %4 |  Flute | HelixAngle | Workpiece HRC
D=3 00015
3<D<20 0002 CrAL (@) © © 2 30° HRC<52

WIEI#FH Cutting Materials O 3E#iE & Very Suitable O 3& 4 Suitable

] 2en WER | B% | rademdsed | KB | #Ae | 88 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
O @ @ @ O O O O © O
TES 71%& (D) Bz (1) 7 (1) BE=AE (d1) iz (d) 2K (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
52.15.120.2F 15 12 2.25 1.45 4 50
52.15.150.2F 15 50
52.15.200.2F 20 60
52.15.250.2F 25 75
52.15.300.2F 30 75
52.20.080.2F 8 50
52.20.100.2F 10 50
52.20.120.2F 12 50
52.20.160.2F 16 50
52.20.200.2F 2 20 S 1.94 4 60
52.20.250.2F 25 75
52.20.300.2F 30 75
52.20.350.2F 85 75
52.20.400.2F 40 75
52.25.080.2F 8 50
52.25.100.2F 10 50
52.25.150.2F 15 50
52.25.200.2F 20 60
52.25.250.2F 25 25 375 24 4 75
52.25.300.2F 30 75
52.25.350.2F 85 75
52.25.400.2F 40 75
52.25.450.2F 45 100
52.25.500.2F 50 100
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/ B3Z e Ser
Ké&stion 3 I

271355832 T] 2 Flute Long Neck Square End Mill

b @d
”if 15 ’7
®D =
d1
AR e | ww et 7 | me i | EAMNERE
Fak : é A, Loz DEo - ke
AZ: d=h5 Tolerance Coating | Slotting 4 Side Milling Face Milling <4 Flute | Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0-002 CrAL (© © © 2 30° HRC<52
#HEIREL Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable
. RN _ -
e =E= A W 5273 Hardened Steel B REE 28 o pE A% ==
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatlgtljss Tltglrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) O O O O @ O
T8RS 71%2 (D) B (1) 7 (1) BE=E (d1) & (d) 2K (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.30.100.2F 10 50
52.30.160.2F 16 60
52.30.200.2F 20 60
52.30.250.2F 25 78
52.30.300.2F 30 75
52.30.350.2F 85 75
3 4.5 2.85 6
52.30.400.2F 40 75
52.30.450.2F 45 100
52.30.500.2F 50 100
52.30.550.2F 55 100
52.30.600.2F 60 100
52.40.160.2F 16 60
52.40.200.2F 20 60
52.40.250.2F 25 75
52.40.300.2F 4 30 6 3.8 6 75
52.40.400.2F 40 75
52.40.500.2F 50 100
52.40.600.2F 60 100
52.50.160.2F 16 60
52.50.200.2F 20 60
52.50.250.2F 25 75
52.50.300.2F 5 30 7.5 4.8 6 75
52.50.400.2F 40 75
52.50.500.2F 50 100
52.50.600.2F 60 100
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Milling Series /s ®l3% "
52 ] k e Xian
1IHI|Z2#ZE Miling Parameters Recommendation

27 FEFT]
2 Flute Long Neck Square End Mill

LD EIM R =N - R BTN TN TER
Workpi Material Carbon Steel + Quenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
orkpiece Iviateria S50C * NAKSS * NAKSO * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)
BRHE X

Cutter Dia.

0.3 |40000| 150 |0.005| 0.06 |40000| 120 |0.003 | 0.05 [40000| 100 |0.002 | 0.04 |40000| 70 |0.002| 0.03
0.5 |40000| 100 |0.005| 0.06 |40000| 80 |0.003 | 0.05 (40000, 60 |0.002 | 0.04 |40000| 50 |0.002| 0.03
0.75 |40000| 80 |0.003| 0.06 [40000| 70 |0.002 | 0.05 |40000| 50 |0.001 | 0.04 [40000| 30 |0.001| 0.03
1 40000| 60 |0.002| 0.06 [40000| 50 |0.001 | 0.05 |40000| 40 |0.001 | 0.04 [40000, 20 |0.001 | 0.03
0.3 |40,000| 180 |0.005 0 40,000/ 150 |0.003 0 [40,000| 120 |0.002 0 |40,000{ 100 |0.002 | 0.04
0.5 40,000/ 150 |0.005 0 40,000/ 120 |0.003 40,000| 100 |0.002 0 |40,000{ 80 |0.002 | 0.04
0.15 0.75 ]40,000/ 120 |0.003 0 |40,000| 100 |0.002 40,000/ 80 |0.001 0 |40,000{ 60 |0.001| 0.04
1 40,000/ 100 |0.002 0 ]40,000/ 80 |0.001 40,000, 60 |0.001 0 |40,000{ 40 |0.001 | 0.04
1.5 40,000/ 80 |0.002 0 40,000 60 |0.001 40,000/ 40 |0.001 0 |40,000{ 20 |0.001| 0.04
0.5 |30000| 240 |0.005| 0.12 |30000| 200 |0.003 | 0.1 |30000| 160 |0.003 | 0.08 |30000| 120 |0.003 | 0.06
0.75 |30000| 200 |0.005| 0.12 |[30000| 180 |0.003 | 0.1 |30000| 140 |0.003 | 0.08 [30000| 100 |0.003 | 0.06
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
0.2 1.5 |30000| 120 |0.003| 0.12 |30000| 100 |0.002 | 0.1 |30000| 80 |0.002| 0.08 [30000| 60 |0.002 | 0.06
2 30,000 80 |0.003| 0.12 |30,000/ 50 |0.002 | 0.1 30,000, 40 |0.002 | 0.08 |30,000[ 30 |0.002 | 0.06
2.5 [30,000, 60 |0.002| 0.12 |30,000 50 |0.001| 0.1 [25,000f 40 |0.001 | 0.08 |25,000 30 |0.001| 0.06
3 30,000/ 40 |0.002| 0.12 |25,000f 40 |0.001 | 0.1 |25,000f 30 |0.001 | 0.08 [22,000, 20 |0.001 | 0.06
1 30,000| 350 |0.007| 0.18 |30,000/ 300 |0.003 | 0.15 [30,000y 250 |0.003 | 0.12 |30,000| 200 |0.003 | 0.09
1.5 |30,000( 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
0.3 2 30,000/ 180 |0.005| 0.18 |30,000, 150 |0.003 | 0.15 [30,000f 120 |0.003 | 0.12 |25,000, 100 |0.003 | 0.09
2.5 30,000/ 150 |0.004| 0.18 |25,000, 100 |0.002 | 0.15 [25,000, 80 |0.002 | 0.12 |20,000, 60 |0.002 | 0.09
3 30,000/ 70 |0.004| 0.18 |25,000 50 |0.002 | 0.15 [25,000 40 |0.002 | 0.12 |20,000, 30 |0.002| 0.09
1 30,000/ 450 | 0.01 | 0.24 |30,000( 400 |0.005 | 0.2 |30,000f 350 |0.005 | 0.16 |25,000{ 300 |0.005| 0.12
1.5 |[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
2 30,000 360 | 0.01 | 0.24 |30,000/ 320 |0.005 | 0.2 25,000, 280 |0.005 | 0.16 |25,000, 220 | 0.005| 0.12
2.5 30,000/ 340 |0.008| 0.24 |25,000f 280 |0.005 | 0.2 |[25,000, 250 |0.004 | 0.16 |20,000, 200 |0.004 | 0.12
3 30,000/ 320 |0.008 | 0.24 |25,000| 260 |0.004 | 0.2 20,000/ 220 |0.003 | 0.16 |18,000/ 180 |0.003 | 0.12

0.1

0.4 3.5 |30,000{ 280 |0.007| 0.24 |25,000, 220 |0.004 | 0.2 20,000/ 180 |0.003 | 0.16 |18,000, 150 |0.002 | 0.12
4 30,000/ 250 |0.006 | 0.24 |25,000f 200 |0.003 | 0.2 |20,000, 160 |0.002 | 0.16 |18,000, 120 | 0.002 | 0.12

5 25,000/ 250 [0.005| 0.24 |22,000| 180 |0.003 | 0.2 |20,000| 150 |0.002 | 0.16 |18,000f 90 |0.002 | 0.12

6 25,000/ 200 [0.004 | 0.24 |22,000| 150 |0.002 | 0.2 |18,000/ 130 |0.002 | 0.16 |16,000 70 |0.001 | 0.12

8 20,000/ 150 |0.002| 0.24 |16,000| 120 |0.001 | 0.2 |[14,000, 90 |0.001 | 0.16 (12,000 40 |0.001| 0.12

10 16,000, 100 |0.002 | 0.24 [13,000{ 80 |0.001 | 0.2 12,000/ 50 |0.001 | 0.16 |10,000{ 20 |0.001 | 0.12

1 30,000/ 550 | 0.02 | 0.3 ]25,000, 500 | 0.01 | 0.25 [23,000f 450 |0.007 | 0.2 |20,000, 400 |0.005| 0.15

1.5 |30,000| 520 | 0.02 | 0.3 |25,000( 450 | 0.01 | 0.25 [23,000| 400 |0.007 | 0.2 |20,000/ 360 |0.005| 0.15

2 30,000/ 500 | 0.02 | 0.3 |25,000f 420 | 0.01 | 0.25 |23,000| 380 |0.007 | 0.2 [20,000, 320 |0.005| 0.15

2.5 30,000/ 480 |0.015| 0.3 |25,000f 400 |0.008 | 0.25 [23,000/ 360 |0.006 | 0.2 |20,000, 300 |0.004 | 0.15

3 30,000/ 420 |0.015| 0.3 ]25,000, 350 |0.007 | 0.25 [23,000/ 320 |0.005| 0.2 |20,000, 280 |0.003| 0.15

05 3.5 |25,000| 400 [0.012| 0.3 |25,000/ 320 |0.006 | 0.25 |23,000, 280 |0.003 | 0.2 |20,000| 240 |0.003 | 0.15

4 25,000/ 380 | 0.01 0.3 |25,000, 280 |0.005 | 0.25 |23,000] 240 |0.003 | 0.2 [20,000{ 200 |0.002| 0.15
4.5 25,000/ 350 |0.008| 0.3 |25,000f 230 |0.004 | 0.25 [20,000/ 200 |0.003 | 0.2 |18,000, 160 |0.002 | 0.15
25,000/ 320 |0.007| 0.3 |20,000/ 200 |0.003 | 0.25 [18,000| 150 |0.003 | 0.2 |16,000/ 100 |0.002 | 0.15
25,000/ 300 |0.005| 0.3 20,000/ 200 |0.003 | 0.25 [18,000| 150 |0.002 | 0.2 |16,000/ 100 |0.002 | 0.15
20,000/ 250 [0.005| 0.3 |16,000| 180 |0.003 | 0.25 |14,000| 140 |0.002 | 0.2 14,000 80 |0.002| 0.15
20,000/ 200 [0.005| 0.3 |16,000| 160 |0.002 | 0.25 |14,000| 130 |0.002 | 0.2 12,000/ 60 |0.001 | 0.15

@[ N O »
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27 R BIT]
2 Flute Long Neck Square End Mill

R B+ R W+ N TRIEN RIEN TEN
. . uenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
Workpiece Material S50C * NAKS5 * NAKSO * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)
BRI X

nE
Gzt B min-1 | mm/min min-1 | mm/min

05 9 20,000/ 200 |0.003| 0.3 |16,000| 150 |0.002 | 0.25 |14,000| 120 |0.001| 0.2 12,000/ 50 |0.001| 0.15
10 16,000 170 |0.003| 0.3 |13,000{ 130 |0.002 | 0.25 {12,000, 110 |0.001 | 0.2 [10,000f 40 |0.001| 0.1
1.5 |[30,000| 650 | 0.02 | 0.35 |25,000| 550 | 0.01 0.3 |23,000 450 |0.007 | 0.25 [20,000| 400 | 0.005| 0.18
2 30,000| 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
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
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
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
6 25,000/ 350 [0.001| 0.35 |20,000| 300 |0.002 | 0.3 |18,000{ 200 |0.002 | 0.25 [16,000{ 150 | 0.001 | 0.18
2 30,000 750 | 0.04 | 0.4 ]25,000/ 600 | 0.03 | 0.35 [23,000) 450 | 0.02 | 0.28 [20,000| 400 |0.012| 0.21
4 25,000/ 690 | 0.03 | 0.4 |25,000/ 560 | 0.02 | 0.35 [23,000, 400 |0.015 | 0.28 [20,000| 320 | 0.007 | 0.21
0.7 6 25,000| 550 | 0.02 | 0.4 ]20,000| 410 |0.015 | 0.35 [18,000/ 300 |0.012 | 0.28 [16,000| 240 | 0.007 | 0.21
8 20,000/ 430 |0.012| 0.4 |16,000/ 330 | 0.01 | 0.35 |14,000/ 230 |0.007 | 0.28 [12,000/ 180 |0.005| 0.21
10 16,000/ 300 |0.008 | 0.4 |13,000| 200 |0.005 | 0.35 |12,000| 180 |0.003 | 0.28 {10,000| 120 |0.002 | 0.21
3 25,000/ 850 | 0.04 | 0.45 |25,000, 780 | 0.03 | 0.4 23,000 650 | 0.02 | 0.32 |20,000| 550 |0.012| 0.24
4 25,000/ 800 | 0.03 | 0.45 |25,000, 700 |0.025 | 0.4 23,000 600 |0.015 | 0.32 |20,000| 500 |0.007 | 0.24
5 25,000/ 700 | 0.03 | 0.45 |23,000/ 630 | 0.02 | 0.4 |20,000, 530 |0.012 | 0.32 |18,000| 450 |0.006 | 0.24
0.8 6 20,000/ 620 |0.025| 0.45 [20,000| 550 | 0.02 | 0.4 |18,000| 450 | 0.01 | 0.32 [16,000| 350 |0.005 | 0.24
8 16,000, 500 |0.015| 0.45 [16,000{ 400 |0.007 | 0.4 |14,000| 300 |0.005| 0.32 12,000/ 200 |0.003 | 0.24
10 16,000, 400 |0.012| 0.45 |16,000| 350 |0.007 | 0.4 |12,000| 180 |0.005 | 0.32 10,000/ 150 |0.003 | 0.24
12 16,000/ 300 |0.007 | 0.45 |13,000( 220 [0.005| 0.4 [12,000| 120 |0.003 | 0.32 |10,000| 120 | 0.002 | 0.24
2 25,000| 1,200 | 0.07 | 0.6 ]23,000| 1,000 | 0.06 | 0.5 |[18,000 900 | 0.05 | 0.4 |14,000| 600 |0.035| 0.3
3 25,000| 1,200 | 0.06 | 0.6 |23,000| 1,000 | 0.05 | 0.5 |[18,000 900 | 0.04 | 0.4 |14,000{ 600 | 0.03 | 0.3
4 25,000| 1,000 | 0.05 | 0.6 ]23,000, 900 | 0.04 | 0.5 (18,000, 800 | 0.03 | 0.4 |14,000/ 500 | 0.02 | 0.3
5 22,000| 1,000 | 0.04 | 0.6 |20,000/ 800 | 0.03 | 0.5 |16,000, 700 | 0.02 | 0.4 |[12,000f 450 |0.012| 0.3
6 20,000/ 900 | 0.03 | 0.6 |18,000/ 700 | 0.02 | 0.5 |[14,000, 600 | 0.01 0.4 |10,000| 400 |0.007| 0.3
7 20,000/ 900 | 0.03 | 0.6 |18,000/ 650 | 0.02 | 0.5 |[14,000f 550 | 0.01 0.4 |10,000{ 370 [0.006 | 0.3
8 18,000/ 800 | 0.03 | 0.6 16,000/ 600 | 0.02 | 0.5 |12,000| 500 | 0.01 0.4 |8,000 340 |0.005| 0.3
9 18,000/ 700 | 0.02 | 0.6 |16,000/ 550 |0.015| 0.5 [12,000| 450 |0.007 | 0.4 |8,000| 300 |0.005| 0.3
! 10 16,000/ 600 | 0.02 | 0.6 [14,000( 500 | 0.01 0.5 |10,000| 400 |0.007 | 0.4 |6,000| 250 |0.005| 0.3
12 16,000, 500 | 0.02 | 0.6 13,000/ 400 | 0.01 0.5 10,000, 300 |0.005| 0.4 |6,000| 180 |0.004| 0.3
14 16,000/ 450 |0.015| 0.6 |13,000( 360 |0.008 | 0.5 [10,000| 280 |0.005| 0.4 |5,500| 160 | 0.004 | 0.3
16 14,000/ 400 |0.012| 0.6 |12,000/ 320 |0.006 | 0.5 |9,000| 250 |0.004 | 0.4 |5,500| 150 |0.003 | 0.3
18 14,000| 300 | 0.01 0.6 12,000 240 |{0.006 | 0.5 |8,000| 200 |0.004| 0.4 |5,000| 120 |0.002| 0.3
20 12,000/ 200 |0.007| 0.6 10,000, 160 |0.005| 0.5 |7,000| 130 [0.003| 0.4 |4,500| 90 |0.001| 0.3
22 12,000/ 180 |0.005| 0.6 |10,000/ 150 |0.003 | 0.5 |6,000| 100 |0.002 | 0.4 |4,200| 60 |0.001| 0.3
6 20,000| 900 | 0.04 | 0.7 |18,000/ 700 | 0.03 | 0.6 |14,000 600 | 0.02 | 0.5 [10,000| 400 | 0.01 0.4
8 18,000/ 800 | 0.04 | 0.7 16,000/ 600 | 0.02 | 0.6 |12,000| 500 | 0.01 0.5 |8,000| 340 |0.007| 0.4
1.2 10 16,000, 600 | 0.03 | 0.7 12,000/ 500 | 0.02 | 0.6 |10,000| 430 | 0.01 0.5 |8,000| 300 |0.005| 04
12 14,000/ 600 | 0.02 | 0.7 10,000/ 500 | 0.01 0.6 |9,000| 400 |0.007| 0.5 |7,000 250 |0.005| 04
16 12,000/ 400 |0.018| 0.7 |9,000| 300 | 0.01 0.6 |8,000| 260 |0.005| 0.5 |6,000 180 |0.003| 04
6 22,000| 1,000 | 0.06 | 0.8 |20,000/ 800 | 0.04 | 0.7 |18,000/ 700 | 0.03 | 0.56 |12,000| 450 | 0.02 | 0.42
14 12 16,000/ 700 | 0.03 | 0.8 |13,000{ 500 | 0.01 0.7 |11,000, 400 |0.007 | 0.56 | 8,000 | 280 |0.005 | 0.42
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27 R BIT]
2 Flute Long Neck Square End Mill

WIS R TN - AR RIEN RIEN TEN
Workpi Material Carbon Steel + Quenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
orkpiece lviateria S50C * NAK55 * NAKSO * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)

nE
Cutter Dia. min-1 | mm/min min-1 | mm/min min-1 | mm/min
4 23,000| 1,200 | 0.07 0.9 |20,000| 900 | 0.05 | 0.75 |18,000| 800 | 0.04 0.6 |14,000| 600 | 0.03 | 0.45
6 23,000| 1,000 | 0.06 0.9 20,000/ 800 | 0.04 | 0.75 |18,000f 700 | 0.03 0.6 14,000/ 500 | 0.02 | 0.45
8 20,000/ 900 | 0.06 0.9 |18,000/ 600 | 0.03 | 0.75 |14,000, 600 | 0.03 0.6 |10,000| 380 | 0.01 | 0.45
10 20,000/ 800 | 0.04 0.9 |16,000/ 500 | 0.03 | 0.75 |14,000/ 500 | 0.02 0.6 |10,000| 350 | 0.01 | 0.45
12 16,000/ 700 | 0.04 0.9 |[14,000| 500 | 0.02 | 0.75 |12,000| 430 | 0.02 0.6 |8,000| 310 |0.007 | 0.45

14 14,000, 600 | 0.03 | 0.9 12,000/ 400 | 0.02 | 0.75 |10,000| 380 | 0.01 0.6 |7,500| 250 |0.007 | 0.45

15 16 12,000/ 500 | 0.02 | 0.9 |[10,000{ 360 | 0.01 | 0.75 | 9,000 | 300 |0.007 | 0.6 |6,800| 200 |0.005| 0.45
18 10,000/ 400 | 0.02 | 0.9 |9,000| 330 |0.008 | 0.75 | 8,000 | 260 |0.005| 0.6 |6,000| 170 |0.004 | 0.45
20 9,000 | 320 [0.014| 0.9 |8,000| 280 |0.005 | 0.75 | 7,000 | 200 |0.004 | 0.6 |5,500| 150 |0.003 | 0.45
25 8,000 | 250 | 0.01 0.9 | 7,000 200 |0.004 | 0.75 | 6,000 150 [0.003 | 0.6 |4,500| 100 |0.002 | 0.45
30 7,000 | 200 [0.005| 0.9 |6,000| 150 |0.003 | 0.75 | 5,000 | 110 |0.002 | 0.6 |4,000| 80 |0.002| 0.45
35 6,000 | 150 |0.003| 0.9 |[5,000| 110 |0.002 | 0.75 | 4,500 | 90 |0.002 | 0.6 |3,500| 60 |0.002| 0.45
16 6 22,000| 1,000 | 0.06 | 0.96 |19,000| 850 | 0.04 | 0.8 [17,000| 750 | 0.03 | 0.64 |13,000| 600 |0.025| 0.48

8 20,000/ 900 | 0.06 | 0.96 |17,000/ 750 | 0.03 | 0.8 [14,000| 600 | 0.03 | 0.64 |10,000| 430 |0.015| 0.48
6 20,000/ 1,000 | 0.07 18,000/ 900 | 0.05 | 0.9 |15,000| 750 | 0.04 | 0.7 |12,000| 600 | 0.03 | 0.5
8 18,000/ 900 | 0.06 16,000/ 800 | 0.04 | 0.9 |12,000| 600 | 0.03 | 0.7 [9,500| 500 | 0.02 | 0.5
18 10 16,000) 800 | 0.06 14,000/ 700 | 0.04 | 0.9 |12,000| 500 | 0.03 | 0.7 |9,500| 450 | 0.02 | 0.5
12 14,000 700 | 0.05 12,000/ 600 | 0.03 | 0.9 |10,000| 500 | 0.02 | 0.7 |8,2200| 400 | 0.01 0.5
14 14,000/ 700 | 0.05 12,000/ 600 | 0.03 | 0.9 |10,000| 430 | 0.02 | 0.7 |8,200| 360 | 0.01 0.5
16 12,000/ 600 | 0.04 10,000/ 500 | 0.02 | 0.9 |9,200| 400 | 0.01 0.7 | 7,500 340 |0.007| 0.5
18 10,000 500 | 0.04 9,200 | 410 | 0.02 | 0.9 |8,500| 370 | 0.01 0.7 |6,000| 320 |0.007| 0.5
4 20,000/ 1,200 | 0.1 1.2 18,000/ 1,000 | 0.08 15,000, 800 | 0.06 | 0.8 |12,000) 600 | 0.04 | 0.6
6 20,000| 1,000 | 0.08 | 1.2 ]18,000| 900 | 0.06 15,000, 750 | 0.05 | 0.8 |12,000) 600 | 0.03 | 0.6
8 18,000/ 900 | 0.07 | 1.2 |[16,000| 800 | 0.05 12,000, 600 | 0.04 | 0.8 |9,500| 500 | 0.02 | 0.6
10 16,000/ 800 | 0.06 | 1.2 [14,000| 700 | 0.05 12,000/ 500 | 0.04 | 0.8 |9,500 | 450 | 0.02 | 0.6
12 14,000/ 700 | 0.05 | 1.2 |12,000( 600 | 0.04 10,000, 500 | 0.03 | 0.8 |8,200| 400 | 0.01 0.6
14 14,000/ 700 | 0.04 | 1.2 [12,000| 600 | 0.03 10,000 430 | 0.02 | 0.8 |8,200| 360 |0.007| 0.6
2 16 12,000/ 600 | 0.04 | 1.2 [10,000| 500 | 0.03 9,200 | 400 | 0.02 | 0.8 |7,500 | 340 |0.007 | 0.6
18 10,000| 500 | 0.03 | 1.2 [9,200| 410 | 0.02 8,500 | 370 | 0.01 0.8 |6,000| 320 |0.005| 0.6
20 10,000/ 400 | 0.03 | 1.2 |9,200| 380 | 0.02 8,500 | 340 | 0.01 0.8 |6,000| 260 |0.005| 0.6
25 9,000 | 350 | 0.02 | 1.2 |8,500| 330 |0.015 8,000 | 300 |0.008 | 0.8 |5,000| 180 |0.004| 0.6
30 8,000 | 300 |0.015| 1.2 |7,500| 280 | 0.01 7,000 | 250 |0.006 | 0.8 |4,500| 150 |0.004 | 0.6
35 7,000 | 250 |0.012| 1.2 |6,500| 230 |0.008 6,000 | 200 |0.005| 0.8 |4,000| 120 |0.003| 0.6
40 6,000 | 200 |0.008| 1.2 |5,500| 180 |0.005 5,000 | 150 |0.004 | 0.8 |3,500| 100 |0.003 | 0.6
50 5,000 | 120 [0.005| 1.2 |4,500| 100 |0.004 4,000 80 |0.003| 0.8 |3,000] 55 |0.002| 06
8 16,000/ 1,000 | 0.08 | 1.5 14,000/ 800 | 0.07 | 1.25 |10,000| 700 | 0.05 8,000 | 500 | 0.03 | 0.75
12 14,000/ 800 | 0.07 | 1.5 |12,000| 700 | 0.06 | 1.25 | 9,600 | 600 | 0.04 7,500 | 480 | 0.02 | 0.75
16 12,000/ 700 | 0.06 | 1.5 |10,000/ 600 | 0.05 | 1.25 | 8,500 | 500 | 0.02 7,000 | 400 | 0.01 | 0.75
2.5 20 10,000/ 600 | 0.06 | 1.5 |8,200| 500 | 0.05 | 1.25 | 7,500 | 500 | 0.02 5,000 | 400 | 0.01 | 0.75
30 8,000 | 400 | 0.03 | 1.5 |7,000| 300 |0.025| 1.25 | 6,000 | 250 |0.015 4,000 | 150 |0.008 | 0.75
40 6,000 | 250 |0.015| 1.5 |5,500| 200 [0.012 | 1.25 | 5,000 | 180 | 0.01 3,500 | 110 | 0.005| 0.75
50 5,000 | 150 | 0.01 1.5 14,500 | 120 |0.008 | 1.25 [ 4,000 | 100 |0.005 3,000 70 |0.004 | 0.75

Al Al al Al Al al
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18I E2%(ZE Miling Parameters Recommendation

27 R BIT]
2 Flute Long Neck Square End Mill

LI = - R TRIEN RIEN TEN
Workpi M Carbon Steel + Quenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
orkpiece S50C * NAKS5 * NAKSO * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 + PD613 (~62HRC) SKH (~65HRC)

R
aterial
B

Cutter Dia. min-1 | mm/min min-1 | mm/min

8 16,000| 1,000 | 0.15 | 1.8 |[14,000 900 | 0.1 1.5 10,000, 800 | 0.07 | 1.2 |8,000| 600 | 0.05 | 0.9
12 14,000/ 900 | 0.1 1.8 |12,000{ 800 | 0.08 | 1.5 |9,200| 700 | 0.06 | 1.2 |7,200| 500 | 0.04 | 0.9
16 12,000/ 800 | 0.08 | 1.8 [10,000| 700 | 0.07 | 1.5 |8,500| 600 | 0.05 | 1.2 [6,500| 400 | 0.03 | 0.9
20 10,000, 800 | 0.08 | 1.8 |9,000| 700 | 0.07 | 1.5 |7,800| 600 | 0.04 | 1.2 |5,800| 400 | 0.02 | 0.9
25 9,000 | 700 | 0.07 | 1.8 |8,200| 600 | 0.06 | 1.5 |7,000| 500 | 0.03 | 1.2 |[5,000| 360 | 0.01 0.9
30 8,000 | 700 | 0.05 | 1.8 |7,000| 600 | 0.03 | 1.5 |6,500| 500 | 0.02 | 1.2 |4,500| 330 |0.007 | 0.9

X AMIEISHESEE ., BB IR TR REBTIMESRE,

¥ IAZNapRREAAITIARE, aeRRERFEDNTIARE,

X IEIINTERMERAY , HEEFERRE IR

X ZDAB RS EEFE R RIEMAEE (R ) S EIIN T,

% L (BREKE) /D (D7) BIsfEr, BB MEEHHAEERENSO%UT, IAE: aclBEA30%UT,
X MIETHISEHIEGE, BIAS: apRHLEEREANS0%UT, HEEERTE,

X RELCLORY , SR IERSFAIHARERIER AR, B, EHBRRNENEIBERFERK,

% L (B®EKE) /D (D7) EoLA LR, BEEERAFHRKERENIEHTSENT,

X @ ARH0.55L (BMIKE) /D (7J42) E15LU LR, TREFERIBINIAR . ERIMSHITKIBERKE,

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

3% Recommend to use oil mist coolant for machining hardened steel.

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

X 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.

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

% Recommend guide slotting 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 L/D is more than 15 times longer
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ATRSESET] 4 Fiute Long Neck Square End Mill

L |
4 @d
/ 1 o
”‘7“ _—_15
D =i
®d1
aE | Z sk Z e Z D | WA | EAHNEE
A%E: d=h5 Tolerance Coating | Slotting |4| Side Milling Z | Face Milling %4 | Flute | HelixAngle | Workpiece HRC
D=3 00015
3<D<20 0002 CrAL (@) © © 4 30° HRC<52

W EI#AH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

] 2en WER | B% | radondsed | KB | #Ae | 88 @ |wE | GR | mEae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
O @ @© @ O O O O @ O
T8RS 71%& (D) B (11) 7 (1) B (d1) iz (d) 2K (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. NIELIDIER Overall Length
52.10.0040.4F 4 50
52.10.0060.4F 6 50
52.10.0080.4F 1 8 15 0.95 4 50
52.10.0100.4F 10 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 12 225 1.45 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 9
52.20.0080.4F 8 50
52.20.0100.4F 10 50
52.20.0120.4F 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 85 1S
52.20.0400.4F 40 75
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AT)REET] 4 Flute Long Neck Square End Mill

[ Pd

15

s

1

oD

Y

®d1

e | Z s Z % Z nH | WiER | EEHNES
AZ: d=h5 Tolerance Coating | Slotting Iél Side Milling Ié Face Milling_-/él Flute | Helix Angle | Workpiece HRC
D<3 0-0.015
3<D<20 0.-0.02 CrAL @) @) ©) 4 30° HRC<52

#HEIRE Cutting Materials O3E#iE4 Very Suitable Oi&E & Suitable

BEN aew st B | Hardorduee | AGW | sas | @A m | WE | AR | ®EA
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsat|21|§ss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) © O O O O © O
T8RS 71%2 (D) B (11) 7 (1) =1 (d1) wE (d) 2K (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.25.0080.4F 8 50
52.25.0100.4F 10 50
52.25.0150.4F 15 50
52.25.0200.4F 20 60
52.25.0250.4F 25 25 3.75 24 4 75
52.25.0300.4F 30 79
52.25.0350.4F 35 75
52.25.0400.4F 40 75
52.25.0450.4F 45 100
52.25.0500.4F 50 100
52.30.0100.4F 10 50
52.30.0160.4F 16 60
52.30.0200.4F 20 60
52.30.0250.4F 25 79
52.30.0300.4F 30 75
52.30.0350.4F 3 85) 4.5 2.85 6 75
52.30.0400.4F 40 75
52.30.0450.4F 45 100
52.30.0500.4F 50 100
52.30.0550.4F 65) 100
52.30.0600.4F 60 100
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- |
[ @d
”ir 15
D -
®d1
e | Z sk Z m Z % | WiEs | caMREE

AZ: d=h5 Tolerance Coating | Slotting |él Side Milling Ié Face Millingd/ Flute | Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0,-0.02 CrAL ©) o ) 4 30° HRC<52

#WIEI#AH Cutting Materials O 3E#iE & Very Suitable O 3&4& Suitable

] aen WER | B% | radendsed | AW | #A® | 88 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:ggrcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
O © @ © O O O O @ O
THS 7% (D) B (11) DE (1) BEESE (d1) 12 (d) 25 (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.40.0160.4F 16 60
52.40.0200.4F 20 60
52.40.0250.4F 25 75
52.40.0300.4F 30 75
52.40.0400.4F 4 40 6 38 6 75
52.40.0500.4F 50 100
52.40.0600.4F 60 100
52.40.0700.4F 70 110
52.40.0800.4F 80 120
52.50.0160.4F 16 60
52.50.0200.4F 20 60
52.50.0250.4F 25 75
52.50.0300.4F 30 75
52.50.0400.4F 5 40 75 4.8 6 75
52.50.0500.4F 50 100
52.50.0600.4F 60 100
52.50.0800.4F 80 120
52.50.1000.4F 100 140
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AT1HRANET]
4 Flute Long Neck Square End Mill

RN EIM R . W+ N RIEN RIEN TEMN
. . Carbon St¢ uenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
Workpiece Material S50C * NAKS5 * NAKSO * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)

Dz
Cutter Dia. min-1 | mm/min min-1 | mm/min min-1 | mm/min
4 25,000| 2,000 | 0.05 0.6 |23,000| 1,800 | 0.04 0.5 |18,000/ 1,600 | 0.03 0.4 |14,000| 1,000 | 0.02 0.3
6 20,000 1,800 | 0.03 0.6 |18,000/ 1,400 | 0.02 0.5 |14,000| 1,200 | 0.01 0.4 |10,000/ 800 |0.007 | 0.3
8 18,000| 1,600 | 0.03 0.6 ]16,000/ 1,200 | 0.02 0.5 ]12,000| 1,000 | 0.01 0.4 |8,000| 680 [0.005| 0.3
10 16,000| 1,200 | 0.02 0.6 |14,000| 1,000 | 0.01 0.5 [10,000, 800 |0.007 | 0.4 |6,000| 500 |0.005| 0.3
6 20,000 1,800 | 0.04 0.7 |18,000| 1,400 | 0.03 0.6 |14,000/ 1,200 | 0.02 0.5 |10,000{ 800 | 0.01 0.4
8 18,000| 1,600 | 0.04 0.7 |16,000/ 1,200 | 0.02 0.6 [12,000/ 1,000 | 0.01 0.5 |8,000| 680 |0.007| 0.4
10 16,000| 1,200 | 0.03 0.7 12,000/ 1,000 | 0.02 0.6 |10,000, 850 | 0.01 0.5 |8,000| 600 [0.005| 0.4
12 14,000 1,200 | 0.02 0.7 |10,000/ 1,000 | 0.01 0.6 |9,000 800 |0.007 | 0.5 |7,000| 500 |0.005| 0.4
6 23,000| 2,000 | 0.06 0.9 ]20,000| 1,600 | 0.04 | 0.75 |18,000| 1,400 | 0.03 0.6 |14,000| 1,000 | 0.02 | 0.45
8 20,000 1,800 | 0.06 0.9 |18,000/ 1,200 | 0.03 | 0.75 |14,000| 1,200 | 0.03 0.6 |10,000| 750 | 0.01 | 0.45
15 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 | 0.45
12 16,000| 1,400 | 0.04 0.9 |14,000| 1,000 | 0.02 | 0.75 |12,000/ 850 | 0.02 0.6 |8,000| 620 |0.007 | 0.45
14 14,000 1,200 | 0.03 0.9 [12,000/ 800 | 0.02 | 0.75 |10,000, 750 | 0.01 0.6 |7,500| 500 |0.007| 0.45
16 12,000 1,000 | 0.02 0.9 |10,000, 720 | 0.01 | 0.75 | 9,000 | 600 |0.007 | 0.6 |6,800| 400 |0.005| 0.45
6 20,000 2,000 | 0.07 1 18,000/ 1,800 | 0.05 0.9 |15,000( 1,500 | 0.04 0.7 |12,000| 1,200 | 0.03 0.5
8 18,000| 1,800 | 0.06 1 16,000( 1,600 | 0.04 0.9 |12,000/ 1,200 | 0.03 0.7 9,500 | 1,000 | 0.02 0.5
10 16,000| 1,600 | 0.06 1 14,000( 1,400 | 0.04 0.9 |[12,000/ 1,000 | 0.03 0.7 9,500 | 900 | 0.02 0.5
1.8 12 14,000/ 1,400 | 0.05 1 12,000| 1,200 | 0.03 0.9 |10,000/ 1,000 | 0.02 0.7 |8,200| 800 | 0.01 0.5
1
1
1

14 14,000| 1,400 | 0.05 12,000| 1,200 | 0.03 | 0.9 |10,000| 860 | 0.02 | 0.7 |8,200| 720 | 0.01 0.5
16 12,000| 1,200 | 0.04 10,000| 1,000 | 0.02 | 0.9 |9,200| 800 | 0.01 0.7 | 7,500 680 |0.007| 0.5
18 10,000| 1,000 | 0.04 9,200 | 820 | 0.02 | 0.9 |8,500| 740 | 0.01 0.7 | 6,000 640 |0.007| 0.5
6 20,000| 2,000 | 0.08 | 1.2 |18,000| 1,800 | 0.06 15,000/ 1,500 | 0.05 | 0.8 |12,000| 1,200 | 0.03 | 0.6
8 18,000/ 1,800 | 0.07 | 1.2 |16,000| 1,600 | 0.05 12,000/ 1,200 | 0.04 | 0.8 |9,500|1,000| 0.02 | 0.6
10 16,000/ 1,600 | 0.06 | 1.2 |[14,000| 1,400 | 0.05 12,000/ 1,000 | 0.04 | 0.8 |9,500| 900 | 0.02 | 0.6
12 14,000/ 1,400 | 0.05 | 1.2 |12,000| 1,200 | 0.04 10,000/ 1,000 | 0.03 | 0.8 |8,200| 800 | 0.01 0.6
14 14,000/ 1,400 | 0.04 | 1.2 |12,000| 1,200 | 0.03 10,000/ 860 | 0.02 | 0.8 |8,200| 720 |0.007 | 0.6
16 12,000/ 1,200 | 0.04 | 1.2 |10,000| 1,000 | 0.03 9,200 | 800 | 0.02 | 0.8 |7,500| 680 |0.007| 0.6
18 10,000/ 1,000 | 0.03 | 1.2 |9,200| 820 | 0.02 8,500 | 740 | 0.01 0.8 |6,000| 640 |0.005| 0.6
20 10,000/ 800 | 0.03 | 1.2 |9,200| 760 | 0.02 8,500 | 680 | 0.01 0.8 |6,000| 520 |0.005| 0.6
8 16,000( 2,000 | 0.08 | 1.5 |14,000| 1,600 | 0.07 | 1.25 [10,000| 1,400 | 0.05 8,000 | 1,000 | 0.03 | 0.75
12 14,000/ 1,600 | 0.07 | 1.5 |12,000| 1,400 | 0.06 | 1.25 | 9,600 | 1,200 | 0.04 7,500 | 960 | 0.02 | 0.75
2.5 16 12,000/ 1,400 | 0.06 | 1.5 |10,000| 1,200 | 0.05 | 1.25 | 8,500 | 1,000 | 0.02 7,000 | 800 | 0.01 | 0.75
20 10,000( 1,200 | 0.06 | 1.5 |8,200 | 1,000 | 0.05 | 1.25 | 7,500 | 1,000 | 0.02 5,000 | 800 | 0.01 | 0.75
25 8,000 | 1,000 | 0.05 | 1.5 |7,000| 800 | 0.03 | 1.25 | 6,500 | 680 | 0.01 4,500 | 550 |0.005| 0.75
8 16,000| 2,000 | 0.15 | 1.8 |[14,000| 1,800 | 0.1 1.5 10,000/ 1,600 | 0.07 | 1.2 |8,000| 1.2 | 0.05 | 0.9
12 14,000/ 1,800 | 0.1 1.8 |[12,000( 1,600 | 0.08 | 1.5 |9,200 1,400 | 0.06 | 1.2 |7,200| 1,000 | 0.04 | 0.9
16 12,000( 1,600 | 0.08 | 1.8 |10,000| 1,400 | 0.07 | 1.5 |8,500|1,200| 0.05 | 1.2 |6,500| 800 | 0.03 | 0.9
20 10,000/ 1,600 | 0.08 | 1.8 |9,000 | 1,400 0.07 | 1.5 |7,800|1,200| 0.04 | 1.2 |5,800| 800 | 0.02 | 0.9
25 9,000 | 1,400 | 0.07 | 1.8 |8,200| 1,200 | 0.06 | 1.5 | 7,000 |1,000| 0.03 | 1.2 |[5,000| 720 | 0.01 0.9
30 8,000 | 1,400 | 0.05 | 1.8 |7,000| 1,200 | 0.03 | 1.5 |6,500 |1,000| 0.02 | 1.2 |4,500| 650 |0.007 | 0.9

N
Alalalalalalala

aAalalalalals
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Milling Series / RISZ
52 ] k e Xian
118 &2#(ZE Miling Parameters Recommendation

AT)FRANET]
4 Flute Long Neck Square End Mill

LN EIM R ﬁ%m « BN RIEN RIEN TEN
. . Carbon Steel * Quenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
Workpiece Material S50C * NAK55 * NAKSO * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)

7=z praio)
Cutter Dia. min-1 | mm/min mm/min mm/min
12 12,000| 2,000 | 0.2 2.5 9,500 | 2,000| 0.15 8,000 | 1,600 | 0.08 1.6 | 7,000 | 1,000 | 0.06 1.2
16 10,000| 2,000 | 0.15 2.5 |8,000|1,800| 0.1 7,000 | 1,400 | 0.06 1.6 |6,000 | 1,200 0.05 1.2
20 8,500 | 1,800 | 0.12 2.5 | 7,000 1,600 | 0.08 6,500 | 1,200 | 0.05 1.6 |5,500 | 1,000 | 0.04 1.2

2
2
2
4 25 8,000 | 1,600 | 0.1 2.5 |6,000 | 1,400 | 0.07 2 5,200 | 1,200 | 0.04 | 1.6 |4,500 | 1,000| 0.03 | 1.2
2
2
2

30 6,800 | 1,400 | 0.08 | 2.5 |4,800| 1,000 | 0.05 4,200 | 850 | 0.03 | 1.6 |3,500| 620 | 0.02 | 1.2
35 5,500 | 1,000 | 0.07 | 2.5 |4,200| 880 | 0.04 3,800 | 720 | 0.02 | 1.6 |3,000| 550 | 0.01 1.2
40 4,000 | 860 | 0.05 | 2.5 |[3,600| 720 | 0.03 3,000 | 600 | 0.01 1.6 12,500 | 400 |0.007| 1.2
16 10,000| 2,000 | 0.2
5 25 8,000 | 1,600 | 0.15
35 6,000 | 1,200 | 0.1
50 3,500 | 750 | 0.07
20 8,000 | 2,000 | 0.25
30 7,000 | 1,600 | 0.2
40 4,500 | 1,200 | 0.15
50 3,000 | 850 | 0.1

7,000 | 1,800 | 0.12 | 2.5 | 5,500 | 1,600 | 0.08 2 |4,500 1,000 0.06 | 1.5
5,800 | 1,400 | 0.07 | 2.5 | 4,200 1,200 | 0.05 2 |3,000| 800 | 0.03 | 1.5
4,200 | 900 | 0.05 | 2.5 |3,500| 800 | 0.03 2 2500 600 | 0.02 | 1.5
2,800 | 620 | 0.03 | 2.5 |2,500| 500 | 0.02 2 1,500 | 350 | 0.01 1.5

1,600 | 0.18 3 4,500 | 1,400 | 0.08 | 24 |3,500| 920 | 0.06 | 1.8
4,500 | 1,200 | 0.12 3 3,500 1,000 | 0.06 | 2.4 |2,500| 660 | 0.04 | 1.8
3

3

3,000 | 1,000 | 0.08 2,500 | 800 | 0.03 | 2.4 |2,000| 550 | 0.02 | 1.8
2,500 | 700 | 0.05 2,000 | 500 | 0.02 | 2.4 1,500 380 | 0.01 1.8

Aalnb|lw w w w
o
)
o
IS)

X AMIEISHESEE, BBY LRI TR REBIRESRE,

X TIAENapFRRMAANIARE, aeRmEEFANTIARE,

X YIEIIN TR XINEY , HEEERRE AR

X ZPIABR BT AR E AR IEA AR (R ) #7EInT .

X L (BYKE) /D (70#F) BI8fER, BENGRMHARERERS0%UT, IAE: acl@ERI30%UT,
X MIEHISEMHISEGR, BIAS: apRHLEREIREANS0%UT, HEETIRTHE

X RERE, BRIERAFHAREIRARLOIIEE, B4, THEERERBIBERERE,

% These recommended cutting conditions 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.

% 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.

% 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/ 5% Millin i
- g Series
Késtion 52 s
2TJERZE[[EET] 2 Flute Reduced Neck Radius End Mill

L

\ / 7 15° -

|
d N
J

R

@D LR

AE: s Tolerance e | IZ st IZ & Z nE | miEe | saMNEE

D<3 0.-0015 Coating Slotting Side Milling [L£4_ | Face Milling <4 Flute | Helix Angle | Workpiece HRC

3<D<20 0,-0.02 ~ A A °

R +0.005 CrAL ~ © © 2 30 HRC=<52

#HEIREL Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable

s
BEM e AR B | Hardomed steel TR $Kae | BE | WiE | AR | BRA
Csat';be?n Alloy Steel Te()rﬁsgr?degtge(el Cast Iron <52hre | >52hre Stsatlgéelss Tltslrfg\:/m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) © O O O O @ O
i8S 7# (D) FISRRE K (1) 2 (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length

52.01.002.002.2R 0.1 R0.02 0.2 4 45
52.015.003.003.2R 0.15 R0.03 0.3 4 45
52.02.004.003.2R 0.2 R0.03 0.4 4 45
52.03.006.005.2R 0.3 R0.05 0.6 4 45
52.04.008.005.2R 04 R0.05 08 4 45
52.04.008.010.2R RO.1 45
52.05.010.005.2R 05 R0.05 1 4 45
52.05.010.010.2R ’ RO.1 45
52.06.012.005.2R 06 R0.05 12 4 45
52.06.012.010.2R RO.1 45
52.07.014.005.2R 07 R0.05 14 4 45
52.07.014.010.2R RO.1 45
52.08.016.005.2R 08 R0.05 16 4 45
52.08.016.010.2R RO.1 45
52.09.018.005.2R 09 R0.05 18 4 45
52.09.018.010.2R RO.1 45
52.10.030.005.2R R0.05 50
52.10.030.010.2R 1 RO.1 3 4 50
52.10.030.020.2R R0.2 50
52.10.030.030.2R R0.3 50
52.15.045.005.2R R0.05 50
52.15.045.010.2R 15 RO.1 45 4 50
52.15.045.020.2R R0.2 50
52.15.045.030.2R R0.3 50
52.20.060.005.2R R0.05 50
52.20.060.010.2R RO.1 50
52.20.060.020.2R 2 R0.2 6 4 50
52.20.060.030.2R RO0.3 50
52.20.060.050.2R R0.5 50
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Milling Series / Al 5% -
52 B k exXxian
2TJ1ERZEEET] 2 Flute Reduced Neck Radius End Mill

L

\ : Y 15 -

|
d N
J

R

D LR

AE: s Tolerance | Z miE Z mH Z mE | miss | EANEE

D<3 0.-0015 Coating Slotting el Side Milling [L£4 | Face Milling 24 Flute | Helix Angle | Workpiece HRC

2020 o CrAL o o o 2 30° HRC=52

#WIEI#AH Cutting Materials O 3E#iE& Very Suitable O 3& 4 Suitable

N 229 BEA | BB | Hedoeihee | RH@W | #A | #A A | mE| BB | mEas
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigle?ss Tit:nci;;lm Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
@) © © @) O O O O © O
e m% (D) RfS i (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length

52.30.090.005.2R R0.05 50
52.30.090.010.2R RO.1 50
52.30.090.020.2R 3 R0.2 9 4 50
52.30.090.030.2R R0.3 50
52.30.090.050.2R R0.5 50
52.30.090.100.2R R1 50
52.30.090.005.2R-6 R0.05 50
52.30.090.010.2R-6 RO.1 50
52.30.090.020.2R-6 R0.2 50
52.30.090.030.2R-6 3 R0.3 o 6 50
52.30.090.050.2R-6 RO.5 50
52.30.090.100.2R-6 R1 50
52.40.120.010.2R-6 RO.1 50
52.40.120.020.2R-6 R0.2 50
52.40.120.030.2R-6 4 R0.3 12 6 50
52.40.120.050.2R-6 R0.5 50
52.40.120.100.2R-6 R1 50
52.50.150.010.2R-6 RO.1 60
52.50.150.020.2R-6 R0.2 60
52.50.150.030.2R-6 5 R0.3 15 6 60
52.50.150.050.2R-6 RO.5 60
52.50.150.100.2R-6 R1 60
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s/ F 5z Millin i
- g Series
Késion 52 s
ATJERZERET] 4 Flute Reduced Neck Radius End Mill

L

\ / 1 15° -

|
d N
J

R

D LR
AE: s Toerance | |Z| m IZ mH Z mE | miss | EAHEE
D<3 0.-0015 Coating Slotting 7 Side Milling [L£4._ | Face Milling %4 Flute | Helix Angle | Workpiece HRC
2oz s CraL o o 4 30° HRC<52
#HEIAE Cutting Materials O3E#iE4 Very Suitable OiE & Suitable
. R _ -
e AN VA W 7273 Hardened Steel AW RKaE 28 o fE A% S
Csat';be?n Alloy Steel Te()rﬁsgr?degtge(el Cast Iron <52hre | >52hre Stsatigéelss Titsn(i)t;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ ©) © O O O O @ O
1THS 7% (D) K (1) w2 (d) 24 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.010.030.005.4R R0.05 50
52.010.030.010.4R RO.1 50
52.010.030.020.4R 1 R0.2 3 4 50
52.010.030.030.4R R0.3 50
52.015.045.005.4R R0.05 50
52.015.045.010.4R RO.1 50
1.5 4.5 4
52.015.045.020.4R R0.2 50
52.015.045.030.4R R0.3 50
52.020.060.005.4R R0.05 50
52.020.060.010.4R RO.1 50
52.020.060.020.4R 2 R0.2 6 4 50
52.020.060.030.4R R0.3 50
52.020.060.050.4R R0.5 50
52.030.090.005.4R R0.05 50
52.030.090.010.4R RO.1 50
52.030.090.020.4R 3 R0.2 9 4 50
52.030.090.030.4R RO.3 50
52.030.090.050.4R R0.5 50
52.030.090.100.4R R1 50
52.030.090.005.4R-6 R0.05 50
52.030.090.010.4R-6 RO.1 50
52.030.090.020.4R-6 3 R0.2 9 6 50
52.030.090.030.4R-6 R0.3 50
52.030.090.050.4R-6 R0.5 50
52.030.090.100.4R-6 R1 50
52.040.120.010.4R-6 RO.1 60
52.040.120.020.4R-6 R0.2 60
52.040.120.030.4R-6 4 R0.3 12 6 60
52.040.120.050.4R-6 R0.5 60
52.040.120.100.4R-6 R1 60
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Milling Series / RISZ
52 B k exXxian
ATJEEZ=RIET] 4 Flute Reduced Neck Radius End Mill

L

\\ / 1 15 -

|
d )
J

R

D LR
AZ: d=h5 Tolerance ﬁi FHiE Z M Z EE Z TE 125 EEMEHEE
D=3 0,-0.015 Coating Slotting |éi Side Milling Ié Face Milling J/ Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — -
R 20.005 CrAL (@) @ 4 30 HRC<52

W EI#AH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

] aen WER | B% | radondsed | KB | #Ae | 88 @ |wE | GR | mEae
Csat;beoln Alloy Steel Télrrl:ggrcg;gt%el Cast Iron <52hre | >52hre Stsatlgle?ss T't:nc';;,m AIuRuér;Ium Copper | Resin | Graphite | Super Alloy
O @ @© @ O O O O @ O
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 R0.2 60
52.050.150.030.4R-6 5 R0.3 15 6 60
52.050.150.050.4R-6 R0.5 60
52.050.150.100.4R-6 R1 60
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/ FI5Z e Ser
Ké&stion 8D rosues

YIEIZ#32 Miling Parameters Recommendation

271/ATNERZEREZT]
2 Flute /4 Flute Reduced Neck Radius End Mill

WA R BRI e i i PETE N
Workpiece Material

Carbon Steel Alloy Steel Quenched&Tempered Steel Hardened Steel
S50C SCM * SKD * SUS HPM * NAK SKD61 (~52HRC)

tﬂiﬁﬂgﬁ?fed 60 ~80m/min 50 ~ 70m/min 30 ~50m/min 20 ~ 30m/min
S L s R §iE & HARE
UakES Rev.Speed Feeding Rate Rev.Speed é Rev.Speed : g Rate
Cutter Dia. Hm/min mm/min n F mm/min

min-1 side Milling| Slotting min-1 side Milling| Slotting min-1 Side Milling| Slotting min-1 Side Milling| Slotting
1 25,500 200 100 19,200 130 50 12,800 80 40 6,400 60 30
1.5 17,100 340 120 12,800 180 60 8,500 90 45 4,200 70 85)
2 12,800 400 150 9,600 210 70 6,400 110 55 3,200 80 40
2.5 10,200 400 150 7,700 210 70 5,100 110 89 2,500 80 40
3 8,500 450 160 6,400 250 80 4,300 120 60 2,100 100 50
4 6,400 450 160 4,800 250 80 3,200 120 60 1,600 100 50
5 5,100 600 | 200 3,800 300 90 2,600 150 75 1,300 120 60

i {4 Steel Parts % 78 $X Hardened Steel

ks FFiE ks FFiE
Side Milling Slotting Side Milling Slotting
1.5D ] b 1D — b
0.3DLAT™ A 0.1D
0.1D 0.02D
— - — |- ®1~3=5%D

X IEREN TEOAR A REHARE
X B RALRIHEREEBIEE30 ~ 50%.
X RN, BRARLGIERHEARE, BEIAS,

X Adjust feed according to inclined angle.
% When corner machining, reduce the feed by approximately 50% ~ 30%.

% Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient.
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. . / 5%
Mill S -
3 R Ké&stian

ATJEHMRRIET] 4 Flute Straight Shank Radius End Mill

L |
R / ¢d
[ I
@0 |+ J
AE: s Tolerance aE | Z e Z E Z nE | BiEm | EAMNEE
D=3 0.-0.015 Coating Slotting |é| Side Milling “ FaceMiIIing_—A| Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 - A A o
R 20,005 CrAL © © ©) 4 30 HRC<52

#WIEIFAH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

N 2en WER | B% | radendsed | AW | #Ae | 88 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigle?ss Tit:nci;;lm Alumltér;lum Copper | Resin | Graphite | Super Alloy
© @© @ @ O O O O @ O
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.040.11.01.050.4R RO.1 50
52.040.11.02.050.4R R0.2 50
52.040.11.03.050.4R 4 R0O.3 1" 4 50
52.040.11.05.050.4R R0.5 50
52.040.11.10.050.4R R1 50
52.060.13.01.050.4R 6 RO0.1 13 6 50
52.060.15.01.060.4R 60
52.060.15.01.075.4R 6 RO.1 15 6 75
52.060.15.01.100.4R 100
52.060.13.02.050.4R 6 R0.2 13 6 50
52.060.15.02.060.4R 60
52.060.15.02.075.4R 6 R0.2 15 6 75
52.060.15.02.100.4R 100
52.060.13.03.050.4R 6 RO.3 13 6 50
52.060.15.03.060.4R 60
52.060.15.03.075.4R 6 R0O.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 7.5
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 8 RO 20 8 75
52.080.20.01.100.4R 100
52.080.20.01.150.4R 150
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v/ FIFZ -
k e)t 'an 52 gﬁll\lﬁl’rl}%\s;unes

ATJEHRELET] 4 Flute Straight Shank Radius End Mill

L |
R / ¢d_ ‘
[ I
60 [+ )
NZE: d=h5 Tolerance ﬁi FriE Z s Z g Z T 2HER BEEMHIEE
Ds3 0,-0.015 Coating Slotting |é| Side Milling Ié Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . - . -
R +0.005 CrAL © O (© 4 30 HRC<52

#HEIAEL Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable

B GEL] s B | Hardorduee | AGW | sas | @A m | WE | AR | ®EA
Csat';be?n Alloy Steel Te()rﬁsgrcgdegtge(el Cast Iron <52hre | >52hre Stsatlgtljss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) @) O O O O @ O
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.080.20.02.060.4R 60
52.080.20.02.075.4R 75
52.080.20.02.100.4R 8 R02 20 8 100
52.080.20.02.150.4R 150
52.080.20.03.060.4R 60
52.080.20.03.075.4R 8 R0.3 20 8 75
52.080.20.03.100.4R 100
52.080.20.03.150.4R 150
52.080.20.05.060.4R 60
52.080.20.05.075.4R 8 RO.5 20 8 75
52.080.20.05.100.4R 100
52.080.20.05.150.4R 150
52.080.20.10.060.4R 60
52.080.20.10.075.4R 8 R1 20 8 75
52.080.20.10.100.4R 100
52.080.20.10.150.4R 150
52.080.20.20.060.4R 60
52.080.20.20.075.4R 75
8 R2 20 8
52.080.20.20.100.4R 100
52.080.20.20.150.4R 150
52.100.25.01.075.4R 75
52.100.25.01.100.4R 10 RO.1 25 10 100
52.100.25.01.150.4R 150
52.100.25.02.075.4R 75
52.100.25.02.100.4R 10 R0.2 25 10 100
52.100.25.02.150.4R 150
52.100.25.03.075.4R 75
52.100.25.03.100.4R 10 R0.3 25 10 100
52.100.25.03.150.4R 150
52.100.25.05.075.4R 75
52.100.25.05.100.4R 10 R0.5 25 10 100
52.100.25.05.150.4R 150
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. . / 5%
Mill S -
3 R Ké&stian

ATJEHRELZET] 4 Flute Straight Shank Radius End Mill

L |
R l ¢d ‘
[ I
o0 |-f I
AZE: d=h5 Tolerance ﬁi FHE Z ik Z E Z T 2GEA EEMEHEE
Ds3 0,-0.015 Coating Slotting MI Side Milling Ié Face Milling J/ Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . — -
R 0,005 CrAL o © © 4 30 HRC<52

#WIEIFAH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

N 229 WER | B% | radendsed | AW | #Ae | 88 A | mE| BB | mEas
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigtljss Tit:nci;;lm Alumlér;lum Copper | Resin | Graphite | Super Alloy
© @© @ @ O O O O @ O
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
52.100.25.10.075.4R 75
52.100.25.10.100.4R 10 R1 25 10 100
52.100.25.10.150.4R 150
52.100.25.20.075.4R 75
52.100.25.20.100.4R 10 R2 25 10 100
52.100.25.20.150.4R 150
52.120.25.01.075.4R 25 75
52.120.30.01.100.4R 12 RO.1 12 100
52.120.30.01.150.4R 30 150
52.120.25.02.075.4R 25 75
52.120.30.02.100.4R 12 R0O.2 12 100
52.120.30.02.150.4R 30 150
52.120.25.03.075.4R 25 75
52.120.30.03.100.4R 12 R0.3 30 12 100
52.120.30.03.150.4R 150
52.120.25.05.075.4R 25 75
52.120.30.05.100.4R 12 R0.5 30 12 100
52.120.30.05.150.4R 150
52.120.25.10.075.4R 25 75
52.120.30.10.100.4R 12 R1 30 12 100
52.120.30.10.150.4R 150
52.120.25.20.075.4R 25 75
52.120.30.20.100.4R 12 R2 30 12 100
52.120.30.20.150.4R 150
52.160.40.05.100.4R 16 RO5 40 16 100
52.160.40.05.150.4R 150
52.160.40.10.100.4R 16 R 40 16 100
52.160.40.10.150.4R 150
52.160.40.20.100.4R 16 R2 40 16 100
52.160.40.20.150.4R 150
52.160.40.30.100.4R 16 R3 40 16 100
52.160.40.30.150.4R 150
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/ FI3Z e Ser
Ké&stion 3 I

YIEIZ#3E Miling Parameters Recommendation

ATJEWREEZT]
4 Flute Straight Shank Radius End Mill

WA R BRI e i FETE SN
. . Carbon Steel Alloy Steel Quenched&Tempered Steel Hardened Steel
el gplieee MEterE S50C SCM * SKD * SUS HPM * NAK SKD61 (~52HRC)
tﬂﬁ”g%fed 60 ~ 80m/min 50 ~ 70m/min 30 ~ 50m/min 20 ~ 30m/min
DakES Rev.Speed Feeding Rate Rev.Speed Rev.Speed eding Rate
Cutter Dia.
n F n E n n E
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

% {4 Steel Parts & 18 $X Hardened Steel

ks ks
Side Milling Side Milling
1.5D 1D
0.1D 0.05D
— - —_— ] -

X OEREN TENES A FEHARE,
X B ALRHEEREBIEE30 ~ 50%.
X ERREEN, SRARLGIEERHARE, BEIASZ,

% Adjust feed according to inclined angle.
% When corner machining, reduce the feed by approximately 50% ~ 30%.

% Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient.
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. . / Nl 5%
Mill S -
52 il Sori Ké&stian

T3R8 (R E)] 2 Flute Long Neck Radius End Mill

R [
/ <od
l\ _—~ 15°
———— ===
T

Pd1

A% d=h5 Tolerance ﬁi FHiE Z Mt Z EHE Z VAL 125 EETRHEE
D=3 0,-0.015 Coating Slotting MI Side Milling Ié Face Milling _,A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — - P .

R 20.005 CrAL (@) © (©) 2 30 HRC=<52

#WIEI#AH Cutting Materials O 3E#iE& Very Suitable O 3& 4 Suitable

] 2em WER | B% | radondsed | AW | #ae | @8 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
© © (@) O O O O O O O
TS 7% (D) mmg (1) | ok () w2 (o) | m& @) | 2x(0)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.02.006.003.2LR 0.6 45
52.02.008.003.2LR 0.8 45
52.02.010.003.2LR 02 RO.03 1 0.2 018 4 45
52.02.012.003.2LR 1.2 45
52.02.015.003.2LR 1.5 45
52.02.020.003.2LR 2 45
52.03.008.005.2LR 0.8 45
52.03.010.005.2LR 1 45
52.03.012.005.2LR 1.2 45
52.03.015.005.2LR 0.3 R0.05 1.5 0.3 0.28 4 45
52.03.020.005.2LR 2 45
52.03.025.005.2LR 25 45
52.03.030.005.2LR 3 45
52.04.010.005.2LR 1 45
52.04.015.005.2LR 1.5 45
52.04.020.005.2LR 2 45
52.04.025.005.2LR 2.5 45
0.4 R0.05 0.4 0.37 4

52.04.030.005.2LR 3 45
52.04.040.005.2LR 4 45
5
6

52.04.050.005.2LR 45
52.04.060.005.2LR 45

52.05.015.005.2LR 1.5 45

52.05.020.005.2LR 2 45
52.05.030.005.2LR 3 45
52.05.040.005.2LR 0.5 R0.05 4 05 0.46 4 45
52.05.060.005.2LR 6 45
52.05.080.005.2LR 8 45
52.05.100.005.2LR 10 50
52.05.015.010.2LR 1.5 45
52.05.020.010.2LR 05 RO.1 2 05 0.46 . 45
52.05.030.010.2LR 3 45
52.05.040.010.2LR 4 45
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R 14

——y SR ==
T

d1

A% d=h5 Tolerance gi FHE Z g 7 [iEE Z T Py ] EAMREE
D<3 0,-0.015 Coating Slotting ZI Side Milling IL Face Millingﬁ Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 — . -

R £0.005 CrAL (@) (@) (©) 2 30 HRC<52

#HEIREL Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable

BEN aew s B | Hardorduee | AGW | sas | @A m | WE | AR | ®EA
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatlgtljss Tltglrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) © O O O O @ O
TS 7% (D) mek (1) | k() [@=@ ) | m2 ) | 2K (1)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.05.060.010.2LR 6 45
52.05.080.010.2LR 0.5 RO.1 8 0.5 0.46 4 45
52.05.100.010.2LR 10 50
52.06.015.005.2LR 1.5 45
52.06.020.005.2LR 2 45
52.06.040.005.2LR 0.6 R0.05 4 0.6 0.56 4 45
52.06.060.005.2LR 6 45
52.06.080.005.2LR 8 45
52.06.100.005.2LR 10 50
52.06.015.010.2LR 1.5 45
52.06.020.010.2LR 2 45
52.06.040.010.2LR 06 RO 1 4 06 056 4 45
52.06.060.010.2LR 6 45
52.06.080.010.2LR 8 45
52.06.100.010.2LR 10 50
52.08.020.005.2LR 2 45
52.08.030.005.2LR 3 45
52.08.040.005.2LR 4 45
52.08.060.005.2LR 0.8 R0.05 6 0.8 0.76 4 45
52.08.080.005.2LR 8 45
52.08.100.005.2LR 10 50
52.08.120.005.2LR 12 50
52.08.020.010.2LR 2 45
52.08.030.010.2LR & 45
52.08.040.010.2LR 4 45
52.08.060.010.2LR 0.8 RO.1 6 0.8 0.76 4 45
52.08.080.010.2LR 8 45
52.08.100.010.2LR 10 50
52.08.120.010.2LR 12 50
52.08.020.020.2LR 2 45
52.08.030.020.2LR 0.8 RO.2 3 0.8 0.76 4 45
52.08.040.020.2LR 4 45
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NZE: d=h5 Tolerance ﬁ);ﬁé FHE Z M55 Z [ Z TE 12hER EAREE
D<3 0,-0.015 Coating Slotting |é| Side Milling Ié Face M|I||ngJ/ Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 P — -

R 20,005 CrAL © @ 2 30 HRC<52

#WIEI#AH Cutting Materials O 3E#iE& Very Suitable O 3& 4 Suitable

] 2em WER | B% | radondsed | AW | #ae | @8 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
O © @ © O O O O @ O
TS M (D) i&%ﬁ(m) nE (1) |@=@ (d1) | @@ (d) | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.08.060.020.2LR 6 45
52.08.080.020.2LR 8 45
52.08.100.020.2LR 08 R02 10 0.8 0.76 4 50
52.08.120.020.2LR 12 50
52.10.040.005.2LR 4 50
52.10.060.005.2LR 6 50
52.10.080.005.2LR 8 50
52.10.100.005.2LR ! R0.05 10 ! 0.95 4 50
52.10.120.005.2LR 12 50
52.10.150.005.2LR 15 50
52.10.040.010.2LR 4 50
52.10.060.010.2LR 6 50
52.10.080.010.2LR 8 50
52.10.100.010.2LR ! RO.1 10 1 0.95 4 50
52.10.120.010.2LR 12 50
52.10.150.010.2LR 15 50
52.10.040.020.2LR 4 50
52.10.060.020.2LR 6 50
52.10.080.020.2LR 1 RO.2 8 1 0.95 4 50
52.10.100.020.2LR 10 50
52.10.120.020.2LR 12 50
52.10.150.020.2LR 15 50
52.10.040.030.2LR 4 50
52.10.060.030.2LR 6 50
52.10.080.030.2LR 8 50
52.10.100.030.2LR 1 R0.3 10 1 0.95 4 50
52.10.120.030.2LR 12 50
52.10.150.030.2LR 15 50
52.15.060.005.2LR 6 50
52.15.080.005.2LR 15 RO.05 8 15 145 4 50
52.15.100.005.2LR 10 50
52.15.120.005.2LR 12 50
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R 14l
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T

d1

AZE: d=h5 Tolerance ;ﬁi FFiE Z M5 Z E# Z T 12hER EETREE
D=3 0,-0.015 Coating Slotting MI Side Milling Ié Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 P P P o

R 20.005 CrAL @) (©) (@) 2 30 HRC=<52

#HEIAE Cutting Materials O3E#iE4 Very Suitable OiE & Suitable

RN = RN 533 Harﬁrﬁ%ﬂteel BN KEa® i) | W A% BRE
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatigtljss Titsn(i)t‘:/m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) © O O O O @ O
T4 742 (D) =i (1) | 7k () |wEe (0 | m2@) | 2k 0L
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.15.150.005.2LR 15 50
52.15.200.005.2LR 15 R0O.05 20 15 145 4 60
52.15.250.005.2LR 25 75
52.15.300.005.2LR 30 75
52.15.060.010.2LR 6 50
52.15.080.010.2LR 8 50
52.15.100.010.2LR 10 50
52.15.120.010.2LR 15 RO.1 12 15 1.45 4 50
52.15.150.010.2LR 15 50
52.15.200.010.2LR 20 60
52.15.250.010.2LR 25 75
52.15.300.010.2LR 30 75
52.15.060.020.2LR 6 50
52.15.080.020.2LR 8 50
52.15.100.020.2LR 10 50
52.15.120.020.2LR 15 RO.2 12 15 1.45 4 50
52.15.150.020.2LR 15 50
52.15.200.020.2LR 20 60
52.15.250.020.2LR 25 75
52.15.300.020.2LR 30 79
52.15.060.030.2LR 6 50
52.15.080.030.2LR 8 50
52.15.100.030.2LR 10 50
52.15.120.030.2LR 12 50
52.15.150.030.2LR 13 RO3 15 12 145 4 50
52.15.200.030.2LR 20 60
52.15.250.030.2LR 25 75
52.15.300.030.2LR 30 75
52.20.080.010.2LR 8 50
52.20.100.010.2LR 2 RO 10 2 1.94 4 50
52.20.120.010.2LR 12 50
52.20.160.010.2LR 16 50
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T

Pd1

AE: s Tolrance | IZI mE IZ e Z mE | miss | EAHEE

D<3 0.-0015 Coating | Slotting A Side Milling 'E£4_ | Face Milling <4 Flute | Helix Angle | Workpiece HRC

<D< o CrAL o o o 2 30° HRC=52

W EI#AH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

e 2N BEA | B% | Hedoeihee | RB@W | #A | #A A | mE| 5B | mEae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigle?ss Tit:nci;;lm Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
(@) © © ©) O O O O © O
TS m# (D) i&%ﬁ(m) @z\l(dn & (d) | =K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length

52.20.200.010.2LR 20 60
52.20.250.010.2LR 25 75
52.20.300.010.2LR 2 RO.1 30 2 1.94 4 75
52.20.350.010.2LR 35 75
52.20.400.010.2LR 40 75
52.20.080.020.2LR 8 50
52.20.100.020.2LR 10 50
52.20.120.020.2LR 12 50
52.20.160.020.2LR 16 50
52.20.200.020.2LR 2 R0.2 20 2 1.94 4 60
52.20.250.020.2LR 25 75
52.20.300.020.2LR 30 75
52.20.350.020.2LR 35 75
52.20.400.020.2LR 40 75
52.20.080.030.2LR 8 50
52.20.100.030.2LR 10 50
52.20.120.030.2LR 12 50
52.20.160.030.2LR 16 50
52.20.200.030.2LR 2 R0.3 20 2 1.94 4 60
52.20.250.030.2LR 25 75
52.20.300.030.2LR 30 75
52.20.350.030.2LR 85) 75
52.20.400.030.2LR 40 75
52.20.080.050.2LR 8 50
52.20.100.050.2LR 10 50
52.20.120.050.2LR 12 50
52.20.160.050.2LR 16 50
52.20.200.050.2LR 2 R0.5 20 2 1.94 4 60
52.20.250.050.2LR 25 75
52.20.300.050.2LR 30 75
52.20.350.050.2LR 35 75
52.20.400.050.2LR 40 75
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T

d1

A% d=h5 Tolerance gi FHE Z g 7 [iEE Z T Py ] EAMREE
D<3 0,-0.015 Coating Slotting ZI Side Milling IL Face Millingﬁ Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 — . -

R £0.005 CrAL (©) @) (©) 2 30 HRC<52

#HEIRE Cutting Materials O3E#iE4 Very Suitable Oi&E & Suitable

BEN GEL] st B | Hardorduee | AGW | sas | @A m | WE | AR | ®EA
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsat|21|§ss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) © O O O O © O
TS 7% (D) mek (1) | ok () |w=a )| m2 @) [ 250
Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Overall Length
52.25.080.010.2LR 8 50
52.25.100.010.2LR 10 50
52.25.150.010.2LR 15 50
52.25.200.010.2LR 20 | 60
52.25.250.010.2LR 25 RO.1 25 25 24 4 75
52.25.300.010.2LR 30 iS5
52.25.350.010.2LR 35 75
52.25.400.010.2LR 40 75
52.25.450.010.2LR 45 100
52.25.500.010.2LR 50 100
52.25.080.020.2LR 8 50
52.25.100.020.2LR 10 50
52.25.150.020.2LR 15 50
52.25.200.020.2LR 20 60
52.25.250.020.2LR 25 R0.2 25 25 24 A 75
52.25.300.020.2LR 30 75
52.25.350.020.2LR 35 75
52.25.400.020.2LR 40 5]
52.25.450.020.2LR 45 100
52.25.500.020.2LR 50 100
52.25.080.030.2LR 8 50
52.25.100.030.2LR 10 50
52.25.150.030.2LR 15 50
52.25.200.030.2LR 20 60
52.25.250.030.2LR 25 R0O.3 25 2.5 24 4 75
52.25.300.030.2LR 30 75
52.25.350.030.2LR 35 75
52.25.400.030.2LR 40 75
52.25.450.030.2LR 45 100
52.25.500.030.2LR 50 100
52.25.080.050.2LR 25 RO5 8 25 24 4 50
52.25.100.050.2LR 10 50
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; @d
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Y St
! ®d1

A% d=h5 Tolerance ﬁ;ﬁé FHiE Z MgE Z EE Z TE 121 EAREE
D=3 0,-0.015 Coating Slotting |é| Side Milling Ié Face Milling J/ Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 P — -

R £0.005 CrAL © @ 2 30 HRC<52

#WIEI#AH Cutting Materials O 3E#iE & Very Suitable O 3&4& Suitable

] aen WER | B% | radendsed | AW | #Ae | @8 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
O © @ © O O O O @ O
TS 7% (D) i&%ﬁ(m) i (1) [ =g 0| @& () | 2k (W)
Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Overall Length
52.25.150.050.2LR 15 50
52.25.200.050.2LR 20 60
52.25.250.050.2LR 25 75
52.25.300.050.2LR 30 75
52.25.350.050.2LR 25 RO.5 35 25 24 4 75
52.25.400.050.2LR 40 75
52.25.450.050.2LR 45 100
52.25.500.050.2LR 50 100
52.30.100.010.2LR 10 50
52.30.160.010.2LR 16 60
52.30.200.010.2LR 20 60
52.30.250.010.2LR 25 75
52.30.300.010.2LR 30 75
52.30.350.010 2LR 3 RO 35 3 285 6 75
52.30.400.010.2LR 40 75
52.30.450.010.2LR 45 100
52.30.500.010.2LR 50 100
52.30.550.010.2LR 55) 100
52.30.600.010.2LR 60 100
52.30.100.020.2LR 10 50
52.30.160.020.2LR 16 60
52.30.200.020.2LR 20 60
52.30.250.020.2LR 25 75
52.30.300.020.2LR 30 75
52.30.350.020.2LR 3 R0.2 35 3 2.85 6 75
52.30.400.020.2LR 40 75
52.30.450.020.2LR 45 100
52.30.500.020.2LR 50 100
52.30.550.020.2LR 55 100
52.30.600.020.2LR 60 100
52.30.100.030.2LR 3 RO.3 10 3 285 6 50
52.30.160.030.2LR 16 60
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d1

ANZE: d=h5 Tolerance ;ﬁi FHiE Z e 7 e Z DALY YRHERA EEMEEE
D=3 0,-0.015 Coating Slotting i Side Milling IL Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — — -

R £0.005 CrAL O o © 2 30 HRC=<52

#HEIRE Cutting Materials O3E#iE4 Very Suitable Oi&E & Suitable

RN BEW UE)EE T Harﬁrﬁ%ﬂteel R REE =h) | W as= BIRE
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatigtljss Titsn(i)t‘:/m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ ©) © O O O O © O
1T5%S M (D) max (1) [ o) [w2en| sz 0 [ 2x0
Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Overall Length
52.30.200.030.2LR 20 60
52.30.250.030.2LR 25 75
52.30.300.030.2LR 30 75
52.30.350.030.2LR 35 75
52.30.400.030.2LR 3 R0.3 40 3 2.85 6 75
52.30.450.030.2LR 45 100
52.30.500.030.2LR 50 100
52.30.550.030.2LR 55 100
52.30.600.030.2LR 60 100
52.30.100.050.2LR 10 50
52.30.160.050.2LR 16 60
52.30.200.050.2LR 20 60
52.30.250.050.2LR 25 75
52.30.300.050.2LR 30 75
52.30.350.050.2LR 3 R0.5 35 3 2.85 6 75
52.30.400.050.2LR 40 75
52.30.450.050.2LR 45 100
52.30.500.050.2LR 50 100
52.30.550.050.2LR 55 100
52.30.600.050.2LR 60 100
52.30.100.100.2LR 10 50
52.30.160.100.2LR 16 60
52.30.200.100.2LR 20 60
52.30.250.100.2LR 25 7.5
52.30.300.100.2LR 30 75
52.30.350.100.2LR 3 R1 35 3 2.85 6 75
52.30.400.100.2LR 40 75
52.30.450.100.2LR 45 100
52.30.500.100.2LR 50 100
52.30.550.100.2LR 55) 100
52.30.600.100.2LR 60 100
52.40.160.010.2LR 4 RO.1 16 4 3.8 6 60
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Pd1

B dchs Tolerance | |Z| m IZ & Z mE | miss | EAHEE

D<3 00015 Coating Slotting el Side Milling [L£4_ | Face Milling %4 Flute | Helix Angle | Workpiece HRC

bz o CrAL o o o 2 30° HRC=52

#WIEI#AH Cutting Materials O 3E#iE & Very Suitable O 3&4& Suitable

N 289 BEA | B% | Hedoeihee | RH@W | #A | #A A | mE| BB | mEas
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigle?ss Tit:nci;;lm Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
(@) © @ © O O O O @ O
7% (D) iﬁEEtE(H) e (a1) | & (a) | 2x (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

52.40.200.010.2LR 20 60
52.40.250.010.2LR 25 75
52.40.300.010.2LR 30 75
52.40.400.010.2LR 40 75
52.40.500.010.2LR 4 RO 50 4 38 6 100
52.40.600.010.2LR 60 100
52.40.700.010.2LR 70 110
52.40.800.010.2LR 80 120
52.40.160.020.2LR 16 60
52.40.200.020.2LR 20 60
52.40.250.020.2LR 25 75
52.40.300.020.2LR 30 75
52.40.400.020.2LR 4 R0.2 40 4 3.8 6 75
52.40.500.020.2LR 50 100
52.40.600.020.2LR 60 100
52.40.700.020.2LR 70 110
52.40.800.020.2LR 80 120
52.40.160.030.2LR 16 60
52.40.200.030.2LR 20 60
52.40.250.030.2LR 25 75
52.40.300.030.2LR 30 75
52.40.400.030.2LR 4 RO.3 40 4 3.8 6 75
52.40.500.030.2LR 50 100
52.40.600.030.2LR 60 100
52.40.700.030.2LR 70 110
52.40.800.030.2LR 80 120
52.40.160.050.2LR 16 60
52.40.200.050.2LR 20 60
52.40.250.050.2LR 4 RO.5 25 4 38 6 75
52.40.300.050.2LR 30 75
52.40.400.050.2LR 40 75
52.40.500.050.2LR 50 100
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d1

AL s Tolerance R | Z mi |Z m Z mE | Wish | EAHNEE
D<3 0.-0015 Coating Slotting el Side Milling [L£4_ | Face Milling %4 Flute | Helix Angle | Workpiece HRC
2020 o CraL o o o 2 30° HRC<52
#HIEIRE Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable
. RN _ -
e AN A W 7273 Hardened Steel B REE 28 o pE A% S
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatlgtljss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@© @ @) © O O O O @ O
TS 7% (D) mek (1) | 7k (0) | @=@ ) | om0 | 2K
Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Overall Length
52.40.600.050.2LR 60 100
52.40.700.050.2LR 4 R0.5 70 4 3.8 6 110
52.40.800.050.2LR 80 120
52.40.160.100.2LR 16 60
52.40.200.100.2LR 20 60
52.40.250.100.2LR 25 75
52.40.300.100.2LR 30 75
52.40.400.100.2LR 4 a 40 4 B g 75
52.40.500.100.2LR 50 100
52.40.600.100.2LR 60 100
52.40.700.100.2LR 70 110
52.40.800.100.2LR 80 120
52.50.0160.010.2LR 16 60
52.50.0200.010.2LR 20 60
52.50.0250.010.2LR 25 75
52.50.0300.010.2LR 30 75
52.50.0400.010.2LR 5 R0.1 40 5 4.8 6 75
52.50.0500.010.2LR 50 100
52.50.0600.010.2LR 60 100
52.50.0800.010.2LR 80 120
52.50.1000.010.2LR 100 140
52.50.0160.020.2LR 16 60
52.50.0200.020.2LR 20 60
52.50.0250.020.2LR 25 75
52.50.0300.020.2LR 30 75
52.50.0400.020.2LR 5 R0.2 40 5 4.8 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 ° RO3 20 ° 4.8 6 60
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R 14l
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Pd1

NZE: d=h5 Tolerance ﬁi FriE Z s Z ¥ Z T 2HER BEEMHIEE
D<3 0,-0.015 Coating Slotting Iél Side Milling Ié Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . - . -

R +0.005 CrAL © © (©) 2 30 HRC<52

WIEI#FH Cutting Materials O 3E#iE & Very Suitable O 3& 4 Suitable

] 2en WER | B% | rademdsed | KB | #Ae | 88 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:ggrcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
O @ @ @ O O O O © O
742 (D) i&%ﬁ(m) @;\I(m) wz(d) | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length| Length of Cut Neck Dia. Shank Dia. Overall Length
52.50.0250.030.2LR 25 75
52.50.0300.030.2LR 30 5]
52.50.0400.030.2LR 40 75
52.50.0500.030.2LR 5 RO.3 50 5 4.8 6 100
52.50.0600.030.2LR 60 100
52.50.0800.030.2LR 80 120
52.50.1000.030.2LR 100 140
52.50.0160.050.2LR 16 60
52.50.0200.050.2LR 20 60
52.50.0250.050.2LR 25 5]
52.50.0300.050.2LR 30 75
52.50.0400.050.2LR 5 R0O.5 40 5 4.8 6 75
52.50.0500.050.2LR 50 100
52.50.0600.050.2LR 60 100
52.50.0800.050.2LR 80 120
52.50.1000.050.2LR 100 140
52.50.0160.100.2LR 16 60
52.50.0200.100.2LR 20 60
52.50.0250.100.2LR 25 75
52.50.0300.100.2LR 30 75
52.50.0400.100.2LR 5 R1 40 5 4.8 6 75
52.50.0500.100.2LR 50 100
52.50.0600.100.2LR 60 100
52.50.0800.100.2LR 80 120
52.50.1000.100.2LR 100 140
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2 Flute Long Neck Radius End Mill

18 ARRETN ARRETN
%&tﬂ EUME Quenched&Tempered Steel Hardened Steel Hardened Steel T ?StE\-%INSKH
Workpiece Material HPM * NAK HPM-38 * STAVAX * SKD61 SKD11 * PD613 °F~65‘:‘QRC)
(~42HRC) (~55HRC) (~62HRC)

ERAFE

Corner | Effective

= A
e ep Re
Spe o pe o
ia. Radius ! Fo I n Fo f Ap Ap
mi i mm/mln min i i min

0.5 [30,000] 240 [0.005| 0.05 [30,000| 200 |0.003| 0.04 [30,000| 160 |0.003] 0.02 [30,000] 120 [0.003] 0.01

0.02 1 30,000| 180 [0.005| 0.05 |[30,000| 150 |0.003| 0.04 |30,000| 120 |0.002| 0.02 |30,000| 80 |0.002| 0.01
1.5 |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

02 2 30,000| 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
0.5 |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

0.05 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
1.5 |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

2 30,000| 70 |0.003| 0.05 |30,000| 50 [0.002| 0.04 |30,000| 40 |0.002|0.02 |30,000| 30 |0.002| 0.01

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

1.5 |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

0.02 2 30,000| 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
2.5 130,000/ 150 [0.005| 0.1 |25,000| 100 |0.002| 0.08 |25,000| 80 |0.002|0.04 {20,000/ 60 |0.002| 0.03

0.3 3 30,000| 70 |0.004| 0.1 [25,000{ 50 |0.002| 0.08 {25,000 40 |0.002|0.04 |20,000| 30 |0.002| 0.03
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

1.5 |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

0.05 2 30,000 180 | 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
2.5 130,000/ 150 [0.007| 0.1 |25,000| 100 |0.002| 0.08 |25,000| 80 |0.002|0.04 {20,000/ 60 |0.002| 0.03

3 30,000/ 70 |0.005| 0.1 [25,000{ 50 |0.002| 0.08 {25,000 40 |0.002|0.04 |20,000| 30 [0.002| 0.03

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

1.5 |30,000| 400 {0.012| 0.12 |30,000| 350 |0.005| 0.1 [28,000| 300 [0.005| 0.05 |25,000| 260 [0.004| 0.04

2 30,000| 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

0.02 2.5 130,000 340 [0.008| 0.12 |28,000| 280 |0.004| 0.1 |25,000| 240 |0.004|0.05 |20,000| 180 |0.003| 0.04
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

0.4 4 30,000| 250 |0.006| 0.12 [25,000{ 200 |0.003| 0.1 [20,000| 160 |0.002| 0.05 |18,000| 120 [0.002| 0.04
1 30,000| 450 |0.025| 0.12 [30,000| 400 |0.005| 0.1 [28,000| 350 |0.005| 0.05 |25,000| 300 |0.005| 0.04

0.05 1.5 |30,000| 400 |0.022| 0.12 |30,000| 350 |0.005| 0.1 [28,000| 300 [0.005| 0.05 |25,000| 260 [0.005| 0.04
2 30,000| 360 | 0.02 | 0.12 |30,000| 300 |0.005/ 0.1 |25,000| 250 |0.005|0.05 |25,000| 220 |0.005| 0.04

2.5 130,000/ 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

0.1 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
4 30,000| 250 | 0.01 | 0.12 |25,000| 200 |0.003| 0.1 [20,000| 160 |0.002| 0.05 |18,000| 120 [0.002| 0.04

1 30,000| 600 |0.016| 0.14 25,000 500 |0.008| 0.15 [23,000| 450 |0.006| 0.1 20,000 400 |0.004| 0.08

2 30,000| 500 |0.014| 0.14 |25,000| 420 |0.007| 0.15 |23,000| 360 |0.005| 0.1 |20,000| 300 [0.003| 0.08

3 30,000| 420 |0.012| 0.14 |25,000| 350 |0.006| 0.15 |23,000| 320 |0.004| 0.1 |20,000| 280 [0.003| 0.08

0.02 4 25,000/ 380 | 0.01 | 0.14 |25,000| 300 |0.004| 0.15 |23,000| 240 |0.002| 0.1 |20,000| 180 |0.002| 0.08
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

6 25,000 250 |0.004| 0.14 |20,000| 160 |0.002| 0.15 |18,000| 100 |0.001| 0.1 |16,000| 70 |0.001| 0.08

05 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
0.05 2 30,000| 500 [0.025| 0.14 |25,000| 420 | 0.01 | 0.15 |23,000| 360 |0.007| 0.1 |20,000| 300 |0.005| 0.08
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

4 25,000 380 |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

0.1 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
6 25,000/ 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
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2 Flute Long Neck Radius End Mill

RN ARFEN ARFEN
M R Quenched&Tempered Steel Hardened Steel Hardened Steel T ?StE\éIMSKH
Workpiece Material HPM * NAK HPM-38 * STAVAX * SKD61 SKD11 * PD613 °(°~65‘;“ERC)
(~42HRC) (~55HRC) (~62HRC)

HIR | B | YR | 1% | iR | 4 P58 | R | #E | U IR | S | §
EfA¥R |[BMTIE| Rev. |Feeding| Depth | Dept Rev. |Feeding| Depth | Depth | Rev. epth | De Re ding| Depth
Corner | Effective | Speed | Rate | of Cut | of Cut | Speed | Rate |of Cut | of Cut | Speed | Rate [ of Cut | of peed | Rate | of Cut
Al Ae p Ae n
]

Radius Length n p
min-1 |mm/min[ min

m | min-1 [mm/min| min mm min-1 [mm/min| min | mm min-1 [mm/min| min

30,000/ 600 |0.016| 0.2 |25,000| 500 |0.012| 0.2 |23,000| 400 |0.006| 0.15 [20,000| 320 |{0.004| 0.1
25,000| 450 |0.012| 0.2 [23,000| 400 |0.007| 0.2 [20,000/ 300 |0.004|0.15 |18,000| 200 |0.003| 0.1
23,000| 300 [0.008| 0.2 |20,000| 200 |0.005| 0.2 |18,000| 150 |0.003|0.15 [12,000| 100 |0.002| 0.1
18,000| 200 (0.006| 0.2 |16,000| 150 |0.003| 0.2 |14,000f 100 |0.001|0.15 {10,000, 80 |0.001| 0.1
16,000| 120 [0.003| 0.2 |14,000| 100 |0.001| 0.2 |12,000/ 80 |0.001|0.15 | 8,000 | 50 |0.001| 0.1
30,000| 600 [0.035| 0.2 [25,000| 500 | 0.02 | 0.2 |23,000| 400 | 0.01 | 0.15 |20,000| 320 |0.007| 0.1
25,000| 450 [0.025| 0.2 |23,000| 400 |0.015| 0.2 |20,000| 300 |0.007|0.15 |[18,000| 200 |0.005| 0.1
23,000| 300 [0.015| 0.2 |20,000| 200 |0.008| 0.2 |18,000f 150 |0.005| 0.15 [12,000| 100 |0.003| 0.1
18,000| 200 | 0.01 | 0.2 |16,000| 150 |0.005| 0.2 |14,000| 100 |0.002| 0.15 {10,000/ 80 |0.001| 0.1
16,000| 120 [0.005| 0.2 |14,000| 100 |0.002| 0.2 |12,000/ 80 |0.001|0.15 | 8,000 | 50 |0.001| 0.1
30,000| 900 |0.016| 0.25 |[25,000| 700 |0.012| 0.25 |23,000| 600 |0.006| 0.15 |20,000| 450 |{0.003| 0.12
28,000| 700 |0.012| 0.25 |25,000| 600 |0.008| 0.25 [23,000| 500 |0.005|0.15 |20,000| 350 |0.002| 0.12
25,000 500 [0.008| 0.25 |20,000| 350 |0.005| 0.25 |18,000| 250 |0.003| 0.15 [16,000| 200 |0.002| 0.12
30,000| 900 | 0.04 | 0.25 |25,000| 700 | 0.03 | 0.25 |23,000| 600 |0.015]| 0.15 |20,000| 450 | 0.01 | 0.12
28,000| 700 | 0.03 | 0.25 |25,000| 600 | 0.02 | 0.25 |23,000| 500 | 0.01 | 0.15 |20,000| 350 |0.007| 0.12
25,000| 500 | 0.02 | 0.25 |20,000| 350 | 0.01 | 0.25 |18,000| 250 |0.007|0.15 |[16,000| 200 |0.005| 0.12
28,000(1,000(0.016| 0.3 |25,000| 800 |0.014| 0.25 |23,000| 700 |0.006| 0.16 |20,000| 500 |0.005| 0.14
28,000 900 |0.012| 0.3 |25,000| 700 |0.008| 0.25 [23,000| 600 |0.005|0.16 |20,000| 400 |0.003| 0.14
23,000 700 [0.009| 0.3 |20,000| 550 |0.006| 0.25 |18,000| 450 |0.004|0.16 [16,000| 320 |0.002| 0.14
18,000| 500 |0.006| 0.3 |16,000| 400 |0.003| 0.25 14,000/ 300 |0.002|0.16 [12,000| 200 |0.002| 0.14
28,000|1,000| 0.05 | 0.3 |25,000( 800 | 0.03 | 0.25 |23,000| 700 | 0.02 | 0.16 |20,000| 500 |{0.015| 0.14
28,000 900 |0.045| 0.3 |25,000| 700 [0.025| 0.25 23,000/ 600 |0.015|0.16 |20,000| 400 | 0.01 | 0.14
23,000 700 | 0.03 | 0.3 |20,000| 550 | 0.02 | 0.25 |18,000| 450 | 0.01 | 0.16 |[16,000| 320 |0.007| 0.14
18,000| 500 | 0.02 | 0.3 |16,000| 400 | 0.01 | 0.25 |14,000| 300 |0.005| 0.16 [12,000| 200 |0.005| 0.14
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
25,000(1,100| 0.05 | 0.3 |25,000| 850 | 0.03 | 0.3 |20,000| 700 | 0.02 | 0.2 |18,000| 600 | 0.01 | 0.15
18,000| 500 | 0.03 | 0.3 |16,000| 400 | 0.01 | 0.3 |14,000| 350 |0.008| 0.2 10,000 250 |0.005| 0.15
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% L (BYEKE) /D () BIsEN, BB NSHIHEAREBEANS0%BUT, TASFEEANI0%UAT,
X EIHISEEIRHRBIIAE | apFHAREIRENS0%UT, EFTIRTIA,

X REFRMN, BRBIEREAHAREREREROLE , B, THBRERENEIERERE,

% Adjust milling conditions according to milling shape and machine type.

X ap : Axial Depth of Cut, ae : Radial Depth of Cut.

% Recommend to use oil mist coolant for machining hardened Steel.

% Recommend to apply helical or ramping for approaching into axial direction.

% 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.

% 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 axis gets insufficency working.
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ATRAEET] 4 Flute Long Neck Radius End Mill

t |
R 4l
od
l\ [ 15
oo A [

‘ ®d1
NE: d=h5 Tolerance ;ﬁi FHE Z Mk 7 E9E Z UAE-4 121ER EEMAIEE
D=3 0,-0.015 Coating Slotting 7 Side Milling Ié Face Milling _|A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — -
R +0.005 CrAL © ) ©) 4 30 HRC=<52

#HEIAE Cutting Materials O3E#iE4 Very Suitable OiE & Suitable

=W = RN f7373 Harﬁrﬁﬁteel R KEa® i) & | WEE A BRE
Csat';be?n Alloy Steel Te()rﬁsgrcgdegtge(el Cast Iron <52hre | >52hre Stsatigtljss Titslrf(i)t;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ O @) (@) O O O O O O
TS 7 (D) | msRe (R) | =k (1) gz (d1) | w& (D) [ 2K ()
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.10.040.005.4LR 4 50
52.10.060.005.4LR 6 50
52.10.080.005.4LR 1 R0.05 8 1 0.95 4 50
52.10.100.005.4LR 10 50
52.10.120.005.4LR 12 50
52.10.150.005.4LR 15 50
52.10.040.010.4LR 4 50
52.10.060.010.4LR 6 50
52.10.080.010.4LR 1 RO.1 8 1 0.95 4 50
52.10.100.010.4LR 10 50
52.10.120.010.4LR 12 50
52.10.150.010.4LR 15 50
52.10.040.020.4LR 4 50
52.10.060.020.4LR 6 50
52.10.080.020.4LR 1 RO.2 8 1 0.95 4 50
52.10.100.020.4LR 10 50
52.10.120.020.4LR 12 50
52.10.150.020.4LR 15 50
52.10.040.030.4LR 4 50
52.10.060.030.4LR 6 50
52.10.080.030.4LR 1 RO.3 8 1 0.95 4 50
52.10.100.030.4LR 10 50
52.10.120.030.4LR 12 50
52.10.150.030.4LR 15 50
52.15.060.005.4LR 6 50
52.15.080.005.4LR 8 50
52.15.100.005.4LR 10 50
52.15.120.005.4LR 1.5 R0.05 12 1.5 1.45 4 50
52.15.150.005.4LR 15 50
52.15.200.005.4LR 20 60
52.15.250.005.4LR 25 75
52.15.300.005.4LR 30 75
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L

R 4l

Y od
l\ < 15
oo A [

‘ ®d1
NZE: d=h5 Tolerance ﬁi FHE Z il Z E Z T 125ERA EaRHMEE
D<3 0,-0.015 Coating Slotting |é| Side Milling Ié Face M||Ilng_/4| Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . - - -
R +0.005 CrAL © © © 4 30 HRC<52

W EI#AH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

] 2en WER | B% | radondsed | KB | #Ae | 88 @ |wE | GR | mEae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigiﬁss Tit:nci;;,m Alumlér;lum Copper | Resin | Graphite | Super Alloy
© @ @© @ O O O O @ O
T8RS 7%= (D) E&RMA (R) | &=k (1) 7 (1) == (d1) Wz (D) 2 (L)
Code No. Cutter Dia. Corner Radius Ef'fectlve Length | Length of Cut Neck Dia. Shank Dia. Overall Length
52.15.060.010.4LR 6 50
52.15.080.010.4LR 8 50
52.15.100.010.4LR 10 50
52.15.120.010.4LR 15 RO.1 12 15 1.45 4 50
52.15.150.010.4LR 15 50
52.15.200.010.4LR 20 60
52.15.250.010.4LR 25 75
52.15.300.010.4LR 30 %
52.15.060.020.4LR 6 50
52.15.080.020.4LR 8 50
52.15.100.020.4LR 10 50
52.15.120.020.4LR 15 RO.2 12 15 1.45 4 50
52.15.150.020.4LR 15 50
52.15.200.020.4LR 20 60
52.15.250.020.4LR 25 75
52.15.300.020.4LR 30 7%
52.15.060.030.4LR 6 50
52.15.080.030.4LR 8 50
52.15.100.030.4LR 10 50
52.15.120.030.4LR 15 RO.3 12 15 1.45 4 50
52.15.150.030.4LR 15 50
52.15.200.030.4LR 20 60
52.15.250.030.4LR 25 75
52.15.300.030.4LR 30 75
52.20.080.010.4LR 8 50
52.20.100.010.4LR 10 50
52.20.120.010.4LR 12 50
52.20.160.010.4LR 16 50
52.20.200.010.4LR 2 RO.1 20 2 1.94 4 60
52.20.250.010.4LR 25 75
52.20.300.010.4LR 30 75
52.20.350.010.4LR 85) 75
52.20.400.010.4LR 40 75
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ATRAEET] 4 Flute Long Neck Radius End Mill

L |
R [
od
\ [ 15
o0l .
‘ ®d1
BB 05 s SR m Dyjww  Plaw D oo | men | s
D<3 0.-0015 Coating Slotting el Side Milling [L£4_ | Face Milling %4 Flute | Helix Angle | Workpiece HRC
<D0 o CrAL o o o 4 30° HRC<52
#HEIAE Cutting Materials O3E#iE4 Very Suitable OiE & Suitable
. AN _ e
e aEW RN HEk Hardened Steel AN KRES == & IRE A Sz
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatigtljss Titsn(i)t‘:/m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
(@ © © © O O O O O O
155 n& (D) | E8RE (R) | sk (1) gz (d1) | @@ (D) [ 2% (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. | Overall Length
52.20.080.020.4LR 8 50
52.20.100.020.4LR 10 50
52.20.120.020.4LR 12 50
52.20.160.020.4LR 16 50
52.20.200.020.4LR 2 RO.2 20 2 1.94 4 60
52.20.250.020.4LR 25 75
52.20.300.020.4LR 30 75
52.20.350.020.4LR 35 75
52.20.400.020.4LR 40 75
52.20.080.030.4LR 8 50
52.20.100.030.4LR 10 50
52.20.120.030.4LR 12 50
52.20.160.030.4LR 16 50
52.20.200.030.4LR 2 RO.3 20 2 1.94 4 60
52.20.250.030.4LR 25 75
52.20.300.030.4LR 30 75
52.20.350.030.4LR 35 75
52.20.400.030.4LR 40 75
52.20.080.050.4LR 8 50
52.20.100.050.4LR 10 50
52.20.120.050.4LR 12 50
52.20.160.050.4LR 16 50
52.20.200.050.4LR 2 RO.5 20 2 1.94 4 60
52.20.250.050.4LR 25 75
52.20.300.050.4LR 30 75
52.20.350.050.4LR 35 75
52.20.400.050.4LR 40 75
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TIRAEIET] 4 Flute Long Neck Radius End Mill

L

R 4l

Y od
l\ < 15
oo A [

‘ ®d1
NZE: d=h5 Tolerance gi FHE Z il Z E Z VAL 125ERA EaRHMEE
D<3 0,-0.015 Coating Slotting |4| Side Milling Ié Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 = - - -
R 20,005 CrAL © © © 4 30 HRC=<52

W EI#AH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable

e 2N BER | #% | radeodbee | REEW | #es | @A A | mE| 5B | mEae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigle?ss Tit:nci;;lm Alumltér;lum Copper | Resin | Graphite | Super Alloy
@) @ @) O O O O O (@) O
TS 7% (D) | msRrs (R)| w=k (1) | D& (1) | ®=(a) | @2 (D) | 2k (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dla Shank Dia. Overall Length
52.25.080.010.4LR 8 50
52.25.100.010.4LR 10 50
52.25.150.010.4LR 15 50
52.25.200.010.4LR 20 60
52.25.250.010.4LR 25 RO.1 25 2.5 2.4 4 75
52.25.300.010.4LR 30 75
52.25.350.010.4LR 35 75
52.25.400.010.4LR 40 75
52.25.450.010.4LR 45 100
52.25.500.010.4LR 50 100
52.25.080.020.4LR 8 50
52.25.100.020.4LR 10 50
52.25.150.020.4LR 15 50
52.25.200.020.4LR 20 60
52.25.250.020.4LR 2.5 R0.2 25 25 2.4 4 75
52.25.300.020.4LR 30 75
52.25.350.020.4LR 35 75
52.25.400.020.4LR 40 75
52.25.450.020.4LR 45 100
52.25.500.020.4LR 50 100
52.25.080.030.4LR 8 50
52.25.100.030.4LR 10 50
52.25.150.030.4LR 15 50
52.25.200.030.4LR 20 60
52.25.250.030.4LR 25 75
52.25.300.030.4LR 2.5 R0.3 30 25 2.4 4 75
52.25.350.030.4LR 35 75
52.25.400.030.4LR 40 75
52.25.450.030.4LR 45 100
52.25.500.030.4LR 50 100
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ATRAEET] 4 Flute Long Neck Radius End Mill

t |
R 4l
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l\ [ _— 15
oo A [

‘ ®d1
NZE: d=h5 Tolerance ;ﬁi FHE Z Mt 7 E9E Z VAL~ 121ER EEMHHEE
D=3 0,-0.015 Coating Slotting 7 Side Milling Ié Face Milling _|A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — -
R +0.005 CrAL © ) © 4 30 HRC=<52

#HEIRE Cutting Materials O3E#iE4 Very Suitable Oi&E & Suitable

=W aEW TAREN 7223 Harﬁrﬁ%ﬂteel B REE =) W | WE | AZ o)==y
Csat';be?n Alloy Steel Te()rﬁsgrcgdegtge(el Cast Iron <52hre | >52hre Stsatlgtljss Tltslrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ O @) (@) O O O O O O
iTHS nE (D) | E®Rs (R) | sk (1) @ (d1) | @& (D) [ 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. | Overall Length
52.25.080.050.4LR 8 50
52.25.100.050.4LR 10 50
52.25.150.050.4LR 15 50
52.25.200.050.4LR 20 60
52.25.250.050.4LR 25 RO.5 25 25 2.4 4 75
52.25.300.050.4LR 30 75
52.25.350.050.4LR 35 75
52.25.400.050.4LR 40 75
52.25.450.050.4LR 45 100
52.25.500.050.4LR 50 100
52.30.100.010.4LR 10 50
52.30.120.010.4LR 12 50
52.30.160.010.4LR 16 60
52.30.200.010.4LR 20 60
52.30.250.010.4LR 25 75
52.30.300.010.4LR 30 75
52.30.350.010.4LR 3 RO1 35 3 2.85 6 75
52.30.400.010.4LR 40 75
52.30.450.010.4LR 45 100
52.30.500.010.4LR 50 100
52.30.550.010.4LR 55 100
52.30.600.010.4LR 60 100
52.30.100.020.4LR 10 50
52.30.120.020.4LR 12 50
52.30.160.020.4LR 16 60
52.30.200.020.4LR 3 R0.2 20 3 )85 6 60
52.30.250.020.4LR 25 75
52.30.300.020.4LR 30 75
52.30.350.020.4LR 35 75
52.30.400.020.4LR 40 75
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L |
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= / ‘ N . I
NZE: d=h5 Tolerance Fh ﬂ:fg |ZI ﬂﬂ'J%’iE . IZ E# Z T ﬁﬁﬁ% JEE‘M*#EEE
D<3 0,-0.015 Coating Slotting Side Milling Face Milling _Z4 Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . - - -
R +0.005 CrAL © © © 4 30 HRC<52

#WIEI#AH Cutting Materials O 3E#iE & Very Suitable O 3&4& Suitable

N 289 WER | B% | radendsed | AW | #Ae | @8 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigiﬁss Tit:nci;;,m Alumlér;lum Copper | Resin | Graphite | Super Alloy
@) @ (@) O O O O O O O
TS 7% (D) Rfg (R) | =k (1) 7% (1) B (d1) & (D) £ (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. | Overall Length
52.30.450.020.4LR 45 100
52.30.500.020.4LR 50 100
52.30.550.020.4LR 3 R02 55 3 285 6 100
52.30.600.020.4LR 60 100
52.30.100.030.4LR 10 50
52.30.120.030.4LR 12 50
52.30.160.030.4LR 16 60
52.30.200.030.4LR 20 60
52.30.250.030.4LR 25 75
52.30.300.030.4LR 3 RO.3 30 3 285 6 75
52.30.350.030.4LR 35 75
52.30.400.030.4LR 40 75
52.30.450.030.4LR 45 100
52.30.500.030.4LR 50 100
52.30.550.030.4LR 55 100
52.30.600.030.4LR 60 100
52.30.100.050.4LR 10 50
52.30.120.050.4LR 12 50
52.30.160.050.4LR 16 60
52.30.200.050.4LR 20 60
52.30.250.050.4LR 25 75
52.30.300.050.4LR 30 79
52.30.350.050.4LR 3 RO.5 35 3 2.85 6 75
52.30.400.050.4LR 40 75
52.30.450.050.4LR 45 100
52.30.500.050.4LR 50 100
52.30.550.050.4LR 55 100
52.30.600.050.4LR 60 100
52.30.100.100.4LR 10 50
52.30.120.100.4LR 3 R1 12 3 2.85 6 50
52.30.160.100.4LR 16 60
52.30.200.100.4LR 20 60
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A dhs Tolrance A | Z miE IZ mE Z mE | mish | EATNEE

D=3 0-0015 Coating Slotting & Side Milling 'L£4 | Face Milling _Z4 Flute | HelixAngle | Workpiece HRC

2020 o CrAL o o 4 30° HRC<52

#HIEIRE Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable

e AN A W 7273 Harﬁrﬁ%ﬁteel B REE 28 o pE A% BRe
Csat';be?n Alloy Steel Te()rﬁsgr?degtge(el Cast Iron <52hre | >52hre Stsatlgéelss Tltslrfg\:/m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ O @) @) O O O O O O
TS mE (D) | EsRA (R) | =k (1) = (1) | #w= (D) | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length

52.30.250.100.4LR 25 75
52.30.300.100.4LR 30 75
52.30.350.100.4LR 35 75
52.30.400.100.4LR 3 R1 40 3 285 6 75
52.30.450.100.4LR 45 100
52.30.500.100.4LR 50 100
52.30.550.100.4LR 55 100
52.30.600.100.4LR 60 100
52.40.160.010.4LR 16 60
52.40.200.010.4LR 20 60
52.40.250.010.4LR 25 75
52.40.300.010.4LR 30 75
52.40.400.010.4LR 4 RO.1 40 4 3.8 6 75
52.40.500.010.4LR 50 100
52.40.600.010.4LR 60 100
52.40.700.010.4LR 70 110
52.40.800.010.4LR 80 120
52.40.160.020.4LR 16 60
52.40.200.020.4LR 20 60
52.40.250.020.4LR 25 75
52.40.300.020.4LR 30 75
52.40.400.020.4LR 4 R0.2 40 4 3.8 6 75
52.40.500.020.4LR 50 100
52.40.600.020.4LR 60 100
52.40.700.020.4LR 70 110
52.40.800.020.4LR 80 120
52.40.160.030.4LR 16 60
52.40.200.030.4LR 20 60
52.40.250.030.4LR 25 75
52.40.300.030.4LR 4 RO3 30 4 38 6 79
52.40.400.030.4LR 40 75
52.40.500.030.4LR 50 100
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t |
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AZE: d=h5 Tolerance Fh ﬂ:g |ZI ﬂﬂ'J%’iE - IZ E %t Z TE ﬂiﬁ@% Jﬁﬁﬁﬂ-ﬁg
D<3 0,-0.015 Coating Slotting Side Milling Face Milling %4 Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 = - - -
R 20.005 CrAL © © © 4 30 HRC=<52

WIEI#FH Cutting Materials O 3E#iE & Very Suitable O 3& 4 Suitable

N 229 WER | B% | rademdsed | KB | #Ae | 88 A | mE| BB | mEas
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigiﬁss Tit:nci;;,m AIuRq%r;Ium Copper | Resin | Graphite | Super Alloy
O @© @ @ O O O O © O
T8RS 7142 (D) EE2RAE (R) | ®=EK () 7% (1) B (d1) 112 (D) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length

52.40.600.030.4LR 60 100
52.40.700.030.4LR 4 RO.3 70 4 3.8 6 110
52.40.800.030.4LR 80 120
52.40.160.050.4LR 16 60
52.40.200.050.4LR 20 60
52.40.250.050.4LR 25 75
52.40.300.050.4LR 30 75
52.40.400.050.4LR 4 R0.5 40 4 3.8 6 75
52.40.500.050.4LR 50 100
52.40.600.050.4LR 60 100
52.40.700.050.4LR 70 110
52.40.800.050.4LR 80 120
52.40.160.100.4LR 16 60
52.40.200.100.4LR 20 60
52.40.250.100.4LR 25 75
52.40.300.100.4LR 30 75
52.40.400.100.4LR 4 R1 40 4 3.8 6 75
52.40.500.100.4LR 50 100
52.40.600.100.4LR 60 100
52.40.700.100.4LR 70 110
52.40.800.100.4LR 80 120
52.50.0160.010.4LR 16 60
52.50.0200.010.4LR 20 60
52.50.0250.010.4LR 25 75
52.50.0300.010.4LR 30 75
52.50.0400.010.4LR 5 RO.1 40 5 4.8 6 75
52.50.0500.010.4LR 50 100
52.50.0600.010.4LR 60 100
52.50.0800.010.4LR 80 120
52.50.1000.010.4LR 100 140
52.50.0160.020.4LR 16 60
52.50.0200.020.4LR 5 R0.2 20 5 4.8 6 60
52.50.0250.020.4LR 25 75
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ANZE: d=h5 Tolerance ;ﬁi FHE Z Mt IZ E9E Z T 121ER EEMHEE
D<3 0,-0.015 Coating Slotting L Side Milling 'L£4 | Face Milling _|A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — P — .
R +0.005 CrAL O © © 4 30 HRC=<52

#HIEIRE Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable

BEW AEW BEN B8 | Hardomd breel RGN NEE 5a M| WEE | AR SRa
Csat';be?n Alloy Steel Te()rﬁsgr?degtge(el Cast Iron <52hre | >52hre Stsatigéelss Titsn(i)t\:/m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
(@) (¢) o o) e) ) o) o O
TS 7z (D) | mmRe (R) | ek (1) wz= (d1) | @ (D) | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

52.50.0300.020.4LR 30 75
52.50.0400.020.4LR 40 75
52.50.0500.020.4LR 5 RO 2 50 5 48 6 100
52.50.0600.020.4LR 60 100
52.50.0800.020.4LR 80 120
52.50.1000.020.4LR 100 140
52.50.0160.030.4LR 16 60
52.50.0200.030.4LR 20 60
52.50.0250.030.4LR 25 75
52.50.0300.030.4LR 30 75
52.50.0400.030.4LR S RO.3 40 5 4.8 6 75
52.50.0500.030.4LR 50 100
52.50.0600.030.4LR 60 100
52.50.0800.030.4LR 80 120
52.50.1000.030.4LR 100 140
52.50.0160.050.4LR 16 60
52.50.0200.050.4LR 20 60
52.50.0250.050.4LR 25 75
52.50.0300.050.4LR 30 75
52.50.0400.050.4LR 5 RO.5 40 5 4.8 6 75
52.50.0500.050.4LR 50 100
52.50.0600.050.4LR 60 100
52.50.0800.050.4LR 80 120
52.50.1000.050.4LR 100 140
52.50.0160.100.4LR 16 60
52.50.0200.100.4LR 20 60
52.50.0250.100.4LR 25 75
52.50.0300.100.4LR 30 75
52.50.0400.100.4LR S R1 40 S 4.8 6 75
52.50.0500.100.4LR 50 100
52.50.0600.100.4LR 60 100
52.50.0800.100.4LR 80 120
52.50.1000.100.4LR 100 140
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Milling Series / Bl 5Z @ =
52 e k xidn
TIH)ES#3E Miling Parameters Recommendation

A7) FEEZT]
4 Flute Long Neck Radius End Mill

WAIEI R

Workpiece Material

V& R

Quenched&Tempered Steel

HPM -

NAK

(~42HRC)

TERE N
Hardened Steel
HPM-38 * STAVAX * SKD61
(~55HRC)

ST

Hardened Steel

SKD11 + PD613
(~62HRC)

TEWN
Tool NN G
~65hrc)

N R |} % | #E | #4 iR 2 oS R | e
B fA¥R |[BMTIE | Rev. |Feeding| Depth | Dept Rev. X g Rev. |Feeding| Depth Depth
Corner | Effective | Speed | Rate | of Cut | of Cut | Speed Speed Rate | of Cut | of Cut

Radius Length n | | | ‘ |
min-1 mm/m|n mln mm | min-1 mm/m|n min mm min-1 [mm/min[ min | mm m|n1 mm/mln m|n

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

3 28,000|2,500(0.016| 0.35 |23,000/2,100(0.012| 0.3 |20,0001,800| 0.01 | 0.25 |16,000|1,300|0.008| 0.2

4 25,000(2,200|0.014| 0.35 [21,000(1,800| 0.01 | 0.3 [18,000(1,500 |0.008| 0.25 |14,000(1,100|0.005| 0.2

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

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| 0.2

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

10 16,000|1,000(0.006 | 0.35 |13,000| 800 |0.004| 0.3 |11,000{ 700 |0.003|0.25 | 9,000 | 500 {0.002| 0.2

1 2 30,000(2,800|0.065| 0.35 [25,000(2,300| 0.05 | 0.3 |21,000(2,000 | 0.04 | 0.25 |17,000(1,400| 0.03 | 0.2
005 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 | 0.2

01 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

02 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

03 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

8 18,0001,400|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

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

12 8; 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
0.3 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

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

4 25,000(2,400|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

0.02 6 23,000/2,200(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

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

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

15 14,000 1,000(0.008 | 0.55 |11,000| 800 |0.005| 0.5 | 9,000 | 700 |0.003| 0.4 | 7,000 | 500 {0.002| 0.3

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
0(;)15 4 25,000(2,400| 0.08 | 0.55 [21,000(2,000| 0.05 | 0.5 [18,000(1,700 | 0.04 | 0.4 |14,000(1,200| 0.03 | 0.3

0.2 6 23,000(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

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

03 12 16,000|1,400| 0.06 | 0.55 |13,000|1,100| 0.03 | 0.5 |11,000{ 950 | 0.02 | 0.4 | 9,000 | 650 |{0.007| 0.3

0 15 14,000/1,000| 0.03 | 0.55 |11,000| 800 | 0.02 | 0.5 | 9,000 | 700 |0.007| 0.4 | 7,000 | 500 {0.005 0.3

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

6 22,000(2,500|0.018| 0.7 [18,000/2,100|0.015| 0.6 |15,000(1,800|0.012| 0.5 12,000 |1,300|0.008| 0.35

8 20,000|2,200|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

g 12 16,000/1,700(0.014| 0.7 |13,000|1,400| 0.01 | 0.6 |11,000{1,200|0.008| 0.5 | 9,000 | 850 |0.003| 0.35

16 14,000|1,400|0.012| 0.7 |11,000(1,100/0.008| 0.6 | 9,500 | 950 |0.005| 0.5 | 7,500 | 650 |0.002| 0.35

20 10,000| 800 | 0.01 | 0.7 | 8,000 | 650 |0.005| 0.6 | 7,000 | 550 |0.003| 0.5 | 5,500 | 400 |0.002| 0.35

2 4 24,000(2,800| 0.13 | 0.7 [20,000/2,300| 0.06 | 0.6 [17,000(2,000| 0.05 | 0.5 |[14,000|1,400| 0.03 | 0.35
0.05 6 22,000(2,500| 0.12 | 0.7 [18,000(2,100| 0.06 | 0.6 |15,000(1,800 | 0.05 | 0.5 |[12,000(1,300| 0.03 | 0.35

0.1 8 20,000(2,200| 0.11 | 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

0.2 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

0.3 16 14,000/1,400| 0.07 | 0.7 |11,000|1,100| 0.03 | 0.6 | 9,500 | 950 | 0.02 | 0.5 | 7,500 | 650 |0.007| 0.35

0.5 20 10,000| 800 | 0.05 | 0.7 | 8,000 | 650 | 0.02 | 0.6 | 7,000 | 550 | 0.01 | 0.5 | 5,500 | 400 |0.005| 0.35

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

25 8% 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 | 0.5
0.5 30 7,000 | 800 | 0.03 | 0.85| 5,500 | 650 | 0.01 | 0.7 | 4,500 | 550 | 0.01 | 0.5 | 3,500 | 400 {0.005| 0.5
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g5 Milling Seri
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11H|Z2#(3E Milling Parameters Recommendation

A7) FRAEEZT]
4 Flute Long Neck Radius End Mill

: RN ERB N ERB R
%&tﬂ §U$ZJ—_D'T—\ Quenched&Tempered Steel Hardened Steel Hardened Steel T ?Stg\-%lmSKH
Workpiece Material HPM + NAK HPM-38 + STAVAX * SKD61 SKD11 - PD613 R
(~42HRC) (~55HRC) (~62HRC) (e

N R | g | TR R | g | IR IR | s p = | HA p
BAE¥ER (BRI E]| Re Feed ep Re Feeding| Dep Re Feeding| D Dep
Corner | Effective | Speed | Rate | of Cut Rate | of Cut Rate Rate | of Cut|o
F

Radius Length n F | Ap n F
min-1 |mm/min| min m | min-1 |mm/min| min mm min-1 [mm/min| min | mm min-1 [mm/min| min mm

Ae

4 18,000/2,800| 0.18 | 1 ]15,000/2,300| 0.1 | 0.8 |13,000(2,000 | 0.07 | 0.7 |10,000|1,400| 0.05 | 0.6

0.05 6 16,000/2,500( 0.17 | 1 |13,000/2,100| 0.1 | 0.8 |11,000(1,800 | 0.07 | 0.7 | 9,000 |1,300| 0.05 | 0.6

0.1 8 14,000(2,200| 0.16 | 1 |11,000|1,800| 0.1 | 0.8 | 9,500 (1,500 | 0.07 | 0.7 | 7,500 {1,100| 0.05 | 0.6

0.2 12 13,500/2,000| 0.16 | 1 |11,000|1,600| 0.08 | 0.8 | 9,500 (1,400 | 0.06 | 0.7 | 7,500 |1,000| 0.04 | 0.6

3 0.3 16 12,000(1,800| 0.14 | 1 ]10,000|1,500| 0.07 | 0.8 | 8,500 (1,300 | 0.05 | 0.7 | 7,000 | 900 | 0.03 | 0.6
0.5 20 10,000(1,400| 0.12 | 1 8,000 (1,100| 0.05 | 0.8 | 7,000 | 950 | 0.04 | 0.7 | 5,500 | 700 | 0.02 | 0.6

1 25 9,000 {1,200| 0.08 | 1 7,500 [1,000| 0.04 | 0.8 | 6,500 | 850 | 0.02 | 0.7 | 5,000 600 | 0.01| 0.6

30 8,000 | 800 | 0.06 | 1 6,500 | 650 | 0.03 | 0.8 | 5,500 | 550 | 0.02 | 0.7 | 4,500 | 400 |0.007| 0.6

0.1 8 12,000(2,600| 0.25 | 1.4 |10,000(2,100| 0.15| 1.2 | 8,500 ({1,800 | 0.08 | 1 7,000 {1,300 0.06 | 0.8

0.2 12 12,000(2,600| 0.25 | 1.4 |10,000(2,100| 0.15 | 1.2 | 8,500 ({1,800 | 0.08 | 1 7,000 |1,300| 0.06 | 0.8

4 0.3 16 10,000/2,200| 0.17 | 1.4 | 8,000 |1,800| 0.1 | 1.2 | 7,000 |1,500 | 0.06 | 1 5,500 |1,100| 0.05 | 0.8
0.5 24 8,000 |1,600| 0.14 | 1.4 | 6,500 |1,300| 0.08 | 1.2 | 5,500 ({1,100 | 0.05 | 1 4,500 | 750 | 0.03 | 0.8

1 32 6,500 | 1,300| 0.08 | 1.4 | 5,500 |1,100| 0.04 | 1.2 | 4,500 | 950 | 0.02 | 1 3,500 | 650 | 0.01 | 0.8

8:; 15 9,500 |2,400| 0.25 | 2.2 | 8,000 |2,000| 0.15| 2 | 7,000 (1,700 | 0.08 | 1.6 | 5,500 |1,200| 0.06 | 1.2

5 0.3 20 8,000 |2,000| 0.18 | 2.2 | 6,500 |1,600| 0.1 2 5,500 (1,400 | 0.07 | 1.6 | 4,500 |1,000| 0.05 | 1.2
01'5 40 5,000 [1,200| 0.09 | 2.2 | 4,000 (1,000| 0.05| 2 |3,500 850 |0.02| 1.6 [3,000 | 600 | 0.01 | 1.2

0.1 12 8,000 [2,500| 0.35 | 2.7 | 6,500 (2,100 0.18 | 2.5 | 5,500 (1,800 | 0.08 | 2 [4,500 |1,300| 0.06 | 1.5

0.2 18 7,000 |2,200| 0.3 | 2.7 | 5,500 |1,800| 0.18 | 2.5 | 4,500 ({1,500 | 0.08 | 2 | 3,500 (1,100| 0.06 | 1.5

6 8:53 24 6,000 |1,800| 0.2 | 2.7 | 5,000 |1,500| 0.15 | 2.5 | 4,000 (1,300 | 0.07 | 2 3,000 | 900 | 0.05 | 1.5
1 48 3,000 | 900 | 0.1 | 2.7 | 2,500 | 750 | 0.05 | 2.5 | 2,000 | 650 | 0.03 | 2 [2,000 | 450 | 0.02 | 1.5

X IERIBEIIRAIIN TROR RERVA S E B EIRME

X PAEMapRTHAEITIARE, aekRnFERANIARE.

X TETIRIN AR, HEEERRELAR .

X MERZIARNTGE, EEEBBIENRE (15 ) #TEIINI,

X L (BYEKE) /D (7142) BidsfEr, SR UHRNHARERENL0%UT, ASRENI0%UT,
X IEHISETRIRERBIIAR . apRHAREIRENS0%LUT , HFEERE

X REFRSE, BREIEESELRERTEIARNG . 54, EHEERREIIBIBRFRET,

% Adjust milling conditions 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 helical or ramping for approaching into axial direction.

% 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.

% Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
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Milling Series / Bl 5Z -
52 B k exXxian
29] Eﬁ%ﬁkﬂ 2 Flute Reduced Neck Ball End Mill

L |
R [ ®d_
. J— H
¢D i
AZ: d=h5 Tolerance N " - . v
ot oo #2 | ellering _&f Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 Coating ute elix Angle orkpiece
R<1 +0.005 -
R 1 20.01 CrAL @) 2 30° HRC<52
#WIEIFAH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable
] 2en WER | B% | radendsed | AW | #Ae | 88 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsat'gﬁss T'tznc';;,m Alumlér;lum Copper | Resin | Graphite | Super Alloy
O @© @ @ O O O O @ O
T8RS BRL¥1Z (R) 7 (1) iz (d) 2K (L)
Code No. Nose Radius Length of Cut Shank Dia. Overall Length
52.0005.0010.2B R0.025 0.1 4 45
52.0006.0012.2B R0.03 0.12 4 45
52.0007.0014.2B R0.035 0.14 4 45
52.0008.0016.2B R0.04 0.16 4 45
52.0010.0020.2B R0.05 0.2 4 45
52.0020.0040.2B RO.1 0.4 4 45
52.0030.0060.2B R0.15 0.6 4 45
52.0040.0080.2B R0.2 0.8 4 45
52.0050.0100.2B R0.25 1 4 45
52.0060.0120.2B R0.3 1.2 4 45
52.0070.0140.2B R0.35 1.4 4 45
52.0080.0160.2B R0.4 1.6 4 45
52.0090.0180.2B R0.45 1.8 4 45
52.0100.0200.2B R0.5 2 4 50
52.0120.0240.2B RO0.6 24 4 50
52.0150.0300.2B R0.75 S 4 50
52.0160.0320.2B RO.8 3.2 4 50
52.0180.0360.2B R0.9 3.6 4 50
52.0200.0400.2B R1 4 4 50
52.0250.0500.2B R1.25 5 4 50
52.0300.0600.2B R1.5 6 4 50
52.0300.0600.2B-6 R1.5 6 6 50
52.0350.0700.2B R1.75 7 4 50
52.0350.0700.2B-6 R1.75 7 6 50
52.0400.0800.50.2B-6 R2 8 6 50
52.0400.0800.75.2B-6 R2 8 6 75
52.0500.1000.2B-6 R2.5 10 6 60
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Fl 5Z

/ .
Ké&stion
2TJBEIAMREKT] 2 Fiute Straight Shank Ball End Mill

52

[

Milling Series
HRHIRZ

N\

AZ: d=h5 Tolerance N 5
o 00015 e | R & al m i | EAMNEE
3<D<20 0002 Goatmet MESLSIlE Flute | Helix Angle | Workpiece HRC
R<1 +0.005 - S -
R31 20.01 CrAL @) 2 30 HRC<52
#HEIAE Cutting Materials O3E#iE4 Very Suitable OiE & Suitable
SFx
e S BEW RN B% |t beel REW | sAS | 88 W | W | BB | SRS
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsat|21|§ss Tltglrfg;m AIuK'nll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ ©) © O O O O @ O
1ITH8S BkL#1Z (R) 7 (1) & (d) 2K (L)
Code No. Nose Radius Length of Cut Shank Dia. Overall Length
52.04.06.050.2B Ro 4 50
52.04.06.075.2B 6 75
52.06.09.050.2B 50
52.06.09.060.2B 60
R3 9 6
52.06.09.075.2B 75
52.06.09.100.2B 100
52.08.12.060.2B 60
.08.12.075. 7
52.08.12.075.2B R4 12 8 5)
52.08.12.100.2B 100
52.08.12.150.2B 150
52.10.15.075.2B 75
52.10.15.100.2B R5 15 10 100
52.10.15.150.2B 150
52.12.18.075.2B 75
52.12.18.100.2B R6 18 12 100
52.12.18.150.2B 150
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Milling Series /s ¥l3% Z,
52 G e k Xiohn
11H|E2#(ZE Miling Parameters Recommendation

271ERZE | EMREKT]
2 Flute Reduced Neck/ Straight Shank Ball End Mill

MM HEN A2 - BE B A .
. . Carbon Steel Alloy Steel - Quenched&Tempered Steel Hardened Steel Aluminum Alloy Copper
Workpiece Material $50C SCM - SKD - SUS - HPM - NAK SKD61 (~52HRC)
T&RE 150m/min 120~150m/min 80~100m/min 150m/min m/min
Cutting Speed
it s i s i s A it
Rev. Speed Feeding Rate| Rev.Speed Feeding Rate Rev.Speed | Feeding Rate | Rev.Speed Feeding Rate i
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
0.1 50,000 400 50,000 340 50,000 200 50,000 500 50,000 500
0.2 50,000 630 50,000 600 50,000 630 50,000 600 50,000 600
0.3 50,000 930 50,000 940 48,000 900 50,000 750 50,000 750
0.4 50,000 1,200 48,000 1,200 36,000 900 50,000 1,000 50,000 1,000
0.5 48,000 1,430 38,000 1,200 29,000 900 50,000 1,250 48,000 1,000
0.6 40,000 1,430 32,000 1,200 24,000 810 50,000 1,480 40,000 1,080
0.8 30,000 1,270 24,000 1,000 18,000 670 50,000 1,900 30,000 1,160
1 24,000 1,160 19,000 800 14,300 600 48,000 2,400 24,000 1,200
1.5 16,000 930 13,000 600 9,600 460 32,000 2,400 16,000 1,200
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 5,700 450 19,000 2,400 9,600 1,200
3 8,000 930 6,400 540 4,800 450 16,000 2,400 8,000 1,200
4 6,000 900 4,800 540 3,600 450 12,000 2,400 6,000 1,200
5 4,800 900 3,800 540 2,900 450 9,600 2,300 4,800 1,150
6 4,000 900 3,200 540 2,400 450 8,000 2,100 4,000 1,050
7 3,400 900 2,750 540 2,050 450 6,800 2,000 3,400 1,000
8 3,000 900 2,400 540 1,800 450 6,000 2,000 3,000 1,000
9 2,650 900 2,100 520 1,600 450 5,300 2,000 2,650 1,000
10 2,400 900 1,900 520 1,450 450 4,800 2,000 2,400 1,000
* *— ~0.16xR R=<0.3 (~45HRC)
10%xR (~45HRC) j ~0.25xR R=<3 (~45HRC)
8%xR (~55HRC) ~0.3xR R=4 (~45HRC)
+ 4} ~0.05xR (~55HRC)
iR Depth of Cut FiEAe
(R: EksL342 Ball nose Radius ) ~0.15xR  R<0.1

~0.2xR 0.1sR<0.5
~0.3xR R>0.5

X M TRHAREBIREN60% o

% JESRADAENE, >ADIERIETIEISRM
X MEHHERES -

X IERIERE LR R TS LAIEE

% 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.
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5 Milling Seri
Ké&ition 82 L

1H|Z2#ZE Miling Parameters Recommendation

271 ZE | EMREKT]
2 Flute Reduced Neck/ Straight Shank Ball End Mill

NI R [Ee3 W - FERWN FRRE N RBEE £fal
Workpiece Material e e e e A coPper
s s e e
Rev. Speed Feeding Rate| Rev. Speed Feeding Rate Rev. Speed Feeding Rate | Rev. Speed Feeding Rate
mm/min min-1 mm/min min-1 mm/min min-1 mm/min

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
0.2 50,000 630 50,000 600 50,000 630 50,000 600 50,000 600
0.3 50,000 930 50,000 940 48,000 900 50,000 750 50,000 750
0.4 50,000 1,200 48,000 1,200 36,000 900 50,000 1,000 50,000 1,000
0.5 48,000 1,430 38,000 1,200 29,000 900 50,000 1,250 48,000 1,000
0.6 40,000 1,430 32,000 1,200 24,000 810 50,000 1,480 40,000 1,080
0.8 30,000 1,270 24,000 1,000 18,000 670 50,000 1,900 30,000 1,160

1 24,000 1,160 19,000 800 14,300 600 48,000 2,400 24,000 1,200
1.5 16,000 930 13,000 600 9,600 460 32,000 2,400 16,000 1,200

2 12,000 930 10,000 570 7,200 450 24,000 2,400 12,000 1,200
2.5 9,600 930 8,000 560 5,700 450 19,000 2,400 9,600 1,200

3 8,000 930 6,400 540 4,800 450 16,000 2,400 8,000 1,200

4 6,000 900 4,800 540 3,600 450 12,000 2,400 6,000 1,200

5 4,800 900 3,800 540 2,900 450 9,600 2,300 4,800 1,150

6 4,000 900 3,200 540 2,400 450 8,000 2,100 4,000 1,050

7 3,400 900 2,750 540 2,050 450 6,800 2,000 3,400 1,000

8 3,000 900 2,400 540 1,800 450 6,000 2,000 3,000 1,000

9 2,650 900 2,100 520 1,600 450 5,300 2,000 2,650 1,000
10 2,400 900 1,900 520 1,450 450 4,800 2,000 2,400 1,000

i L
M 0%xR (~45HRC) A A j 0.1 xR
8%xR (~55HRC)
¢ iR Depth of Cut FSiEAe '
(R: BKk3L342 Ball nose Radius) >R0.5:0.2 xR

R0.2~R0.5:0.1 xR

X ﬁﬂﬂlﬁ‘]l& SIREIFIZEN60% o
REHHERES .

X 1aﬁz$ﬁﬂtb1ﬂ1ﬂ¥$§)_ﬁlﬁ SIRE o

X EFEFERAR AT EEE RIS RV o

X PIAE . PURRNIERE, £EEARE, BENEE,

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

% Recommended air blow or oil mist.

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

% Use a rigid machine and chuck holder.

% Adjust milling conditions according to the volume of depth of cut and rigidity of the machine.
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52

HEHIZRS

Milling Series

2713R3AEKT] 2 Flute Long Neck Ball End Mil

K

il 5Z

exian

L |
R A od
NIT e
®D S -
¢dn
NZE: d=h5 Tolerance N (e - o e
e o % | Kellering _&f Flute | Helix Angle | Workpiece HRC
3<D<20 0.-0.02 Coating ute elix Angle | Workpiece
R<1 +0.005 -
R>1 20.01 CrAL © 2 30° HRC<52
W EI#AH Cutting Materials O 3E#iE& Very Suitable O3&4& Suitable
e 229 BEA | B% | Hedoeihee | RB@W | #A | #A A | mE| BB | mEas
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatigle?ss Tit:nci;;lm Alumlté)r;lum Copper | Resin | Graphite | Super Alloy
© © @) O O O O O (@) O
TS BRsL¥4E (R B (1) B & (d)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.01.003.2LB R0.05 0.07 0.085 45
52.01.005.2LB 0.5 45
52.015.003.2LB 0.3 45
52.015.005.2LB R0.075 0.5 0.12 0.13 4 45
52.015.010.2LB 1 45
52.02.006.2LB 0.6 45
52.02.008.2LB 0.8 45
52.02.010.2LB RO 1 016 018 4 45
52.02.012.2LB 1.2 45
52.02.015.2LB 1.5 45
52.02.020.2LB 2 45
52.03.008.2LB 0.8 45
52.03.010.2LB 1 45
52.03.012.2LB 1.2 45
52.03.015.2LB R0.15 1.5 0.24 0.28 4 45
52.03.020.2LB 2 45
52.03.025.2LB 25 45
52.03.030.2LB 3 45
52.04.010.2LB 45
52.04.015.2LB 1.5 45
52.04.020.2LB 2 45
52.04.025.2LB RO.2 2.5 0.32 0.37 4 45
52.04.030.2LB 3 45
52.04.040.2LB 4 45
52.04.050.2LB 5 45
52.04.060.2LB 6 45
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/ B3Z iline Sor
Ké&3tian 82 e

2713R3AEKT] 2 Flute Long Neck Ball End Mill

L \

R 4 od

NIt s

@D .
¢di

AZ: d=h5 Tolerance N (e - e e

o ot % | Kellering _&f Flute | HelixAngle | Workpiece HRC

3<D<20 0.-0.02 Coating ute elix Angle orkpiece

R<1 +0.005 -

R 31 20.01 CrAL @ 2 30° HRC<52

#HEIREL Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable

k B . ] B .
e =E= A W 5273 Hardened Steel B REE 28 o g A% ==
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatlgtljss Tltglrfg;m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
@ @ @) © O O O O @ O
T8RS BkL¥4Z (R) B (11) 7 (1) B (d1) w2 (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

52.05.015.2LB 1.5 45
52.05.020.2LB 2 45
52.05.030.2LB 3 45
52.05.040.2LB R0.25 4 0.4 0.46 4 45
52.05.060.2LB 6 45
52.05.080.2LB 8 50
52.05.100.2LB 10 50
52.06.015.2LB 1.5 45
52.06.020.2LB 2 45
52.06.040.2LB 4 45
52.06.060.2LB R0:3 6 g Uit i 45
52.06.080.2LB 8 50
52.06.100.2LB 10 50
52.08.020.2LB 2 50
52.08.030.2LB 3 50
52.08.040.2LB 4 50
52.08.060.2LB RO.4 6 0.64 0.76 4 50
52.08.080.2LB 8 50
52.08.100.2LB 10 50
52.08.120.2LB 12 50
52.10.040.2LB 4 50
52.10.060.2LB 6 50
52.10.080.2LB 8 50
52.10.100.2LB R0.5 10 0.8 0.95 4 50
52.10.120.2LB 12 50
52.10.150.2LB 15 50
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52

Milling Series

HEHIZRS

TR EK ]

2 Flute Long Neck Ball End Mill

K&5tian

L |
R Al od
NIT e
#D S -
¢di
NZE: d=h5 Tolerance N (o . e oo
o oo % | Kellering _Bf Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 Coating ute elix Angle orkpiece
R<1 +0.005 ~
R 31 20.01 CrAL @) 2 30° HRC<52
#WIEI#AH Cutting Materials O 3E#iE& Very Suitable O 3& 4 Suitable
] 2em WER | B% | radondsee | AW | #Ae | 88 @ |wE | GR | meae
Csatrebeoln Alloy Steel Télrrl:;grcg;gtge(el Cast Iron <52hre | >52hre Stsatlgle?ss T'tznc';;,m AIuqulér;Ium Copper | Resin | Graphite | Super Alloy
O © @ © O O O O @ O
iTHE BSEE (R) | msk (1) T (1) R (d1) 12 (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
52.15.060.2LB 6 50
52.15.080.2LB 8 50
52.15.100.2LB 10 50
52.15.120.2LB 12 50
52.15.150.2LB RO.75 15 1.2 1.45 4 50
52.15.200.2LB 20 60
52.15.250.2LB 25 75
52.15.300.2LB 30 75
52.20.080.2LB 8 50
52.20.100.2LB 10 50
52.20.120.2LB 12 50
52.20.160.2LB 16 50
52.20.200.2LB R1 20 16 194 4 60
52.20.250.2LB 25 75
52.20.300.2LB 30 75
52.20.350.2LB B5) 75
52.20.400.2LB 40 75
52.25.080.2LB 8 50
52.25.100.2LB 10 50
52.25.150.2LB 15 50
52.25.200.2LB 20 60
52.25.250.2LB R1.25 25 2 24 4 75
52.25.300.2LB 30 75
52.25.350.2LB B5) 75
52.25.400.2LB 40 75
52.25.450.2LB 45 100
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3 - .
/ gt | gz - Milling Series
Kéxian EEST
N IN .
2T1R35EKT] 2 Flute Long Neck Ball End Mill
L |
R 4l &d
Ny |
D S|
@d1 ‘ U
AZ: d=h5 Tolerance N 5
o5 00015 e | R & a 1% SiEfs | EAMREE
3<D<20 0,-0.02 Coating Kellering Flute | HelixAngle | Workpiece HRC
R<1 +0.005 P ° <
R>1 £0.01 CrAL ©) 2 30 HRC=<52
#HEIRE Cutting Materials OJE#iE4 Very Suitable Oi&E & Suitable
PaN N ﬁ_ﬁm Pas O A = 1= =184
e =) A W 5273 Hardened Steel N REE =) o g A% BSh=ie)
Csatr;zbecin Alloy Steel T%nggggt%el Cast Iron <52hre | >52hre Stsatlgtljss Tltslrfg;m AIuK'nll:)r;um Copper | Resin | Graphite | Super Alloy
(@) (©) (@) @) O O O O (©) O
1T58S BRSL¥4Z (R) B (1) 7% (1) WEE (d1) Wz (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut eck Dia. Shank Dia. Overall Length
52.30.100.2LB 10 50
52.30.120.2LB 12 60
52.30.160.2LB 16 60
52.30.200.2LB 20 60
52.30.250.2LB R15 25 24 285 6 75
52.30.300.2LB ‘ 30 ’ ' 75
52.30.350.2LB 35 75
52.30.400.2LB 40 75
52.30.450.2LB 45 100
52.40.160.2LB 16 60
52.40.200.2LB 20 60
52.40.250.2LB 25 165
52.40.300.2LB R2 30 3.2 38 6 75
52.40.400.2LB 40 75
52.40.500.2LB 50 100
52.40.600.2LB 60 100
52.50.160.2LB 16 60
52.50.200.2LB 20 60
52.50.250.2LB 25 75
52.50.300.2LB R2.5 30 4 48 6 75
52.50.400.2LB 40 75
52.50.500.2LB 50 100
52.50.600.2LB 60 100

72



. . / Fl =2z
Mill S -
3 R Ké&ian

1H|E2#ZE Miling Parameters Recommendation

TR
2 Flute Long Neck Ball End Mill

A E A7 R TRTEEN FRREN TEMN
Hardened Steel Hardened Steel Tool Steel SKH
Workpiece Material SKD61 - STAVAX - HPM-38 (~52HRC) SKD11(~62HRC) (~65HRC)
) X ) P = X L TR VIES piiz)

Effec‘nve Feeding Rate | Rev. Speed

Length
0.2 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 | 0.001 | 0.002 30 |40,000
0.3 2 0.003 | 0.005 180 | 40,000 | 0.002 | 0.005 150 | 40,000 | 0.002 | 0.003 100 |40,000
0.075 0.5 3.3 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 | 0.003 | 0.003 200 | 40,000
0.5 2.5 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 | 0.002 | 0.003 150 |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
0.1 1.5 7.5 0.003 | 0.005 150 | 40,000 | 0.002 | 0.003 120 | 40,000 | 0.001 | 0.002 80 |40,000
1.75 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 12.5 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
0.5 1.7 0.01 0.015 350 | 40,000 0.007 | 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 | 0.003 | 0.005 250 |40,000
0.75 2.5 0.007 | 0.01 330 |40,000| 0.005 | 0.007 280 |40,000 | 0.003 | 0.005 230 |40,000
1 3.3 0.007 | 0.01 320 | 40,000 0.005 | 0.007 250 |40,000 | 0.003 | 0.005 200 | 40,000
1.25 4.2 0.005 | 0.007 280 | 40,000 0.003 | 0.005 200 |40,000 | 0.002 | 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 | 0.003 120 | 40,000
1.75 5.8 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
2.25 7.5 0.002 | 0.003 120 |40,000| 0.001 | 0.002 100 | 40,000 | 0.001 | 0.001 80 |40,000
2:5 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 | 0.001 | 0.001 60 {40,000
3.5 1.7 0.001 | 0.002 70 | 40,000| 0.001 | 0.001 60 | 40,000 | 0.001 | 0.001 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
0.5 1.3 0.03 0.05 800 | 40,000 0.03 0.03 720 | 40,000 | 0.009 | 0.02 580 | 40,000
0.8 2 0.02 0.05 800 | 40,000 0.02 0.03 720 |40,000 | 0.008 | 0.02 580 |40,000
1 2.5 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 | 0.005 | 0.01 400 |40,000
0.2 2 5 0.01 0.02 500 |40,000| 0.01 0.01 380 | 40,000 | 0.005 | 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 7.5 0.007 | 0.01 300 | 40,000 0.005 | 0.007 240 | 40,000 | 0.003 | 0.005 200 |40,000
3.5 8.8 0.005 | 0.007 230 | 40,000, 0.003 | 0.005 160 | 40,000 | 0.002 | 0.003 120 | 40,000
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Workpiece Material SKD61 - STAVAX - HPM-38 (~52HRC) SKD11(~62HRC)
BEEK | K& ; iR ;
Effective i i
Length
4 10 0.005 | 0.005 160 |30,000 | 0.003 | 0.003 120 | 30,000 | 0.002 | 0.003 90 | 30,000
02 4.5 11.3 0.003 | 0.005 100 |30,000 | 0.002 | 0.003 80 | 30,000 | 0.001 | 0.002 60 | 30,000
125 0.002 | 0.003 70 30,000 | 0.001 | 0.002 50 | 30,000 | 0.001 | 0.002 40 | 30,000
6 15 0.001 | 0.002 50 |30,000| 0.001 | 0.001 40 | 30,000 | 0.001 | 0.001 30 {30,000
1 2 0.03 0.05 | 1,000 |40,000 0.02 0.03 860 | 40,000 | 0.01 0.02 650 |40,000
1.5 3 0.02 0.05 850 | 40,000 0.01 0.03 720 | 40,000 | 0.007 | 0.02 520 |40,000
2 4 0.02 0.03 720 |40,000 0.01 0.02 650 | 40,000 | 0.007 | 0.01 400 | 40,000
23 ) 0.01 0.02 600 | 40,000 | 0.007 | 0.01 530 | 40,000 | 0.005 | 0.007 360 | 40,000
3 6 0.01 0.02 500 |40,000| 0.007 | 0.01 420 | 40,000 | 0.005 | 0.007 320 |40,000
315 7 0.007 | 0.01 420 |40,000| 0.005 | 0.007 360 | 40,000 | 0.003 | 0.005 280 |40,000
0.25 4 8 0.007 | 0.01 350 |40,000| 0.005 | 0.007 300 | 40,000 | 0.003 | 0.005 260 | 40,000
4.5 9 0.005 | 0.005 300 |40,000 | 0.003 | 0.003 260 | 40,000 | 0.002 | 0.003 220 | 40,000
5 10 0.005 | 0.005 240 |33,000| 0.003 | 0.003 200 | 33,000 | 0.002 | 0.003 180 | 33,000
5.5 11 0.003 | 0.005 200 |30,000 | 0.002 | 0.003 160 | 30,000 | 0.001 | 0.002 120 |30,000
6 12 0.002 | 0.003 120 | 30,000 | 0.001 | 0.002 80 | 30,000 | 0.001 | 0.002 70 | 30,000
8 16 0.002 | 0.002 75 30,000 | 0.001 | 0.002 60 | 30,000 | 0.001 | 0.002 50 | 30,000
10 20 0.001 | 0.002 40 /20,000 | 0.001 | 0.002 30 | 20,000 | 0.001 | 0.001 20 | 20,000
1 1.7 0.05 0.1 1,400 | 40,000 0.03 0.06 1,000 | 40,000 | 0.02 0.05 720 | 30,000
1.5 25 0.05 0.1 1,400 | 40,000 0.03 0.06 1,000 | 40,000 | 0.02 0.05 720 | 30,000
2 3.3 0.05 0.1 1,400 | 40,000 0.03 0.06 1,000 | 40,000 | 0.02 0.05 720 | 30,000
25 4.2 0.03 0.05 | 1,200 | 40,000 0.02 0.04 840 | 40,000 | 0.02 0.03 640 | 30,000
3 5 0.03 0.05 | 1,200 | 40,000 0.02 0.04 840 | 40,000 | 0.02 0.03 640 | 30,000
3.5 5.8 0.02 0.03 | 1,000 | 40,000 0.01 0.03 620 | 40,000 | 0.01 0.02 480 | 30,000
4 6.7 0.02 0.03 | 1,000 | 40,000 0.01 0.03 620 | 40,000 | 0.01 0.02 480 | 30,000
0.3 4.5 7.5 0.02 0.03 900 | 35,000 0.01 0.02 580 | 35,000 | 0.008 | 0.015 430 | 30,000
5 8.3 0.01 0.02 720 |30,000 | 0.007 | 0.015 500 | 30,000 | 0.007 | 0.01 400 | 30,000
5.5 9.2 0.01 0.015 700 |30,000| 0.007 | 0.01 450 | 30,000 | 0.005 | 0.008 360 | 30,000
6 10 0.007 | 0.01 500 |30,000| 0.005 | 0.007 380 | 30,000 | 0.004 | 0.006 320 | 30,000
7 1.7 0.005 | 0.007 400 |25,000| 0.003 | 0.005 300 | 25,000 | 0.003 | 0.003 260 | 20,000
8 13.3 0.003 | 0.005 320 |25,000 | 0.003 | 0.003 260 | 25,000 | 0.002 | 0.003 220 | 20,000
9 15 0.003 | 0.003 280 |25,000| 0.003 | 0.002 220 | 25,000 | 0.001 | 0.002 160 | 20,000
10 16.7 0.002 | 0.003 150 |20,000 | 0.002 | 0.002 120 | 20,000 | 0.001 | 0.002 100 | 18,000
12 20 0.002 | 0.002 80 |20,000| 0.002 | 0.002 60 | 20,000 | 0.001 | 0.002 50 | 18,000
2 2.9 0.07 0.1 1,600 | 40,000 0.05 0.08 1,300 | 40,000 | 0.03 0.07 1,000 | 30,000
4 5.7 0.04 0.06 | 1,300 | 40,000 0.03 0.04 820 | 40,000 | 0.015 | 0.02 600 | 30,000
035 6 8.6 0.01 0.03 800 | 30,000 0.01 | 0.015 500 | 30,000 | 0.006 | 0.01 420 | 25,000
8 11.4 0.006 | 0.01 520 |25,000| 0.005 | 0.006 380 | 20,000 | 0.004 | 0.006 250 | 20,000

74



. . / Fl =2z
Mill S -
3 R K&s3tian

PH|ZS#ZE Miling Parameters Recommendation

271 R ABKT]
2 Flute Long Neck Ball End Mill

RN EII4 R TRREN RIEN TEN
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Workpiece Materia SKD61 - STAVAX - HPM-38 (~52HRC) SKD11(~62HRC) (~65HRC)
TR = Heq ) TR Tize) 1 TR Hea

[
KEE

(Wh)

2 25 0.1 0.15 | 2,000 |40,000| 0.07 0.1 1,600 | 40,000 | 0.05 0.1 1,200 | 30,000

3 3.8 0.1 0.15 | 2,000 |40,000| 0.07 0.1 1,600 | 40,000 | 0.05 0.05 1,200 | 30,000

4 5 0.05 0.1 1,600 |40,000| 0.05 0.05 1,200 | 40,000 | 0.03 0.05 860 | 30,000

5 6.3 0.05 0.05 1,600 |40,000| 0.03 0.05 1,000 | 40,000 | 0.02 0.03 620 | 30,000

0.4 6 7.5 0.03 0.05 1,200 | 30,000 | 0.02 0.03 760 | 30,000 | 0.01 0.02 560 | 25,000
7 8.8 0.02 0.03 1,000 | 30,000 | 0.01 0.02 680 | 30,000 | 0.007 | 0.01 520 | 25,000

8 10 0.01 0.02 820 30,000 | 0.007 | 0.01 600 | 30,000 | 0.005 | 0.01 480 | 25,000

10 12.5 0.005 | 0.005 450 |25,000| 0.003 | 0.003 380 | 25,000 | 0.002 | 0.003 320 | 20,000

12 15 0.003 | 0.005 320 |20,000| 0.002 | 0.003 260 | 20,000 | 0.002 | 0.002 200 | 20,000

2 22 0.1 0.2 2,200 |40,000| 0.08 0.15 1,800 | 30,000 | 0.06 0.1 1,300 | 30,000

4 4.4 0.05 0.12 1,800 |40,000| 0.04 0.08 1,400 | 30,000 | 0.03 0.05 900 | 25,000

045 6 6.7 0.035 | 0.05 1,200 | 30,000 | 0.025 | 0.035 800 | 25,000 | 0.015 | 0.025 600 | 20,000
8 8.9 0.025 | 0.04 1,000 | 30,000 | 0.015 | 0.025 700 | 23,000 | 0.008 | 0.015 500 | 20,000

2 2 0.1 0.3 2,500 | 40,000 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 | 25,000

25 25 0.1 0.3 2,500 |40,000 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 | 25,000

3 3 0.1 0.3 2,500 | 40,000 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 |25,000

4 4 0.1 0.2 2,500 | 40,000 0.05 0.15 1,800 | 30,000 | 0.05 0.1 1,200 | 25,000

5 5 0.05 0.15 | 2,000 |30,000| 0.04 0.1 1,600 | 25,000 | 0.03 0.05 920 | 20,000

6 6 0.05 0.1 1,800 |30,000| 0.04 0.05 1,200 | 25,000 | 0.02 0.05 740 | 20,000

7 7 0.04 0.06 1,200 | 30,000 | 0.03 0.04 950 | 25,000 | 0.02 0.03 680 | 20,000

8 8 0.04 0.06 1,000 |30,000| 0.03 0.04 860 | 25,000 | 0.02 0.03 560 | 20,000

0.5 9 9 0.03 0.05 820 |25,000| 0.02 0.03 750 | 20,000 | 0.01 0.02 500 | 18,000
10 10 0.03 0.05 750 | 25,000| 0.02 0.03 620 | 20,000 | 0.01 0.02 450 | 18,000

12 12 0.01 0.03 600 |20,000| 0.007 | 0.02 520 18,000 | 0.005 | 0.01 400 | 16,000

13 13 0.008 | 0.02 500 |20,000| 0.005 | 0.01 420 18,000 | 0.003 | 0.006 350 | 16,000

14 14 0.005 | 0.01 420 |20,000| 0.003 | 0.007 360 18,000 | 0.002 | 0.005 320 | 16,000

16 16 0.005 | 0.005 300 |18,000| 0.003 | 0.005 250 16,000 | 0.002 | 0.003 200 | 14,000

18 18 0.003 | 0.005 180 | 18,000 | 0.002 | 0.005 120 16,000 | 0.002 | 0.002 85 | 14,000

20 20 0.003 | 0.003 100 | 16,000 | 0.002 | 0.003 75 14,000 | 0.002 | 0.002 60 | 12,000

22 22 0.002 | 0.003 50 14,000 | 0.002 | 0.002 40 12,000 | 0.001 | 0.002 35 10,000

24 2 0.1 0.3 2,500 |30,000| 0.1 0.2 2,000 | 30,000 | 0.05 0.1 1,600 |25,000

4 3.3 0.1 0.2 2,500 | 30,000 0.07 0.2 2,000 | 30,000 | 0.05 0.1 1,600 | 25,000

6 5 0.07 0.1 2,000 | 30,000 0.05 0.1 1,600 | 25,000 | 0.03 0.07 1,200 |20,000

8 6.7 0.05 0.1 1,600 | 30,000 0.03 0.07 1,200 | 25,000 | 0.02 0.05 920 | 20,000

06 10 8.3 0.03 0.07 1,200 |20,000| 0.02 0.05 860 | 20,000 | 0.01 0.03 680 | 18,000
12 10 0.02 0.05 860 |20,000| 0.01 0.03 620 | 20,000 | 0.007 | 0.02 480 | 18,000

14 1.7 0.02 0.03 600 |18,000| 0.01 0.02 400 18,000 | 0.005 | 0.01 300 | 16,000
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[
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(WD)

0.6 16 13.3 0.01 0.02 350 |16,000| 0.005 | 0.01 250 16,000 | 0.003 | 0.007 130 | 14,000
8 5.7 0.12 0.2 2,500 |30,000| 0.08 0.15 1,800 | 20,000 | 0.03 0.08 1,000 | 20,000

0.7 12 8.6 0.07 0.12 1,400 | 20,000 | 0.04 0.08 1,100 | 18,000 | 0.015 | 0.05 700 | 18,000
16 11.4 0.02 0.05 700 | 17,000 | 0.01 0.03 600 | 17,000 | 0.008 | 0.02 450 | 16,000

3 2 0.15 0.3 3,000 | 30,000 0.1 0.3 2,500 | 30,000 0.1 0.2 2,000 | 25,000

4 2.7 0.15 0.3 3,000 |30,000 0.1 0.3 2,500 | 30,000 0.1 0.2 2,000 | 25,000

6 4 0.15 0.2 3,000 | 30,000 0.1 0.2 2,000 | 30,000 0.1 0.1 1,600 |25,000

8 5.3 0.1 0.2 2,500 | 25,000 0.05 0.2 1,600 | 25,000 | 0.05 0.1 1,200 | 20,000

10 6.7 0.1 0.1 2,500 |25,000| 0.05 0.1 1,200 | 25,000 | 0.05 0.05 860 | 20,000

12 8 0.05 0.1 1,800 | 20,000 | 0.03 0.1 920 | 20,000 | 0.02 0.05 780 | 18,000

0.75 14 9.3 0.05 0.07 1,200 | 20,000 | 0.03 0.05 820 | 20,000 | 0.02 0.03 650 | 18,000
16 10.7 0.03 0.05 720 | 18,000 | 0.02 0.03 650 | 18,000 | 0.01 0.02 580 | 16,000

18 12 0.02 0.04 550 |16,000 | 0.012 | 0.025 400 16,000 | 0.008 | 0.015 400 | 14,000

20 13.3 0.01 0.03 450 |16,000| 0.01 0.02 360 | 16,000 | 0.007 | 0.01 300 | 14,000

22 14.7 0.01 0.02 330 | 14,000 | 0.01 0.01 250 14,000 | 0.007 | 0.007 200 | 12,000

30 20 0.005 | 0.005 80 10,000 | 0.003 | 0.005 60 10,000 | 0.003 | 0.003 40 8,000

8 5 0.1 0.2 2,500 |25,000| 0.07 0.15 2,000 | 20,000 | 0.05 0.1 1,600 | 18,000

e 12 7.5 0.07 0.1 1,800 | 20,000 | 0.05 0.07 1,500 | 16,000 | 0.03 0.05 1,200 | 14,000
16 10 0.03 0.05 720 |16,000| 0.02 0.03 600 14,000 | 0.015 | 0.02 480 | 12,000

20 12.5 0.01 0.03 500 | 14,000 | 0.01 0.02 380 | 12,000 | 0.01 0.01 300 | 10,000

3 1.5 0.2 0.5 3,000 | 25,000 0.2 0.5 2,500 | 25,000 | 0.15 0.3 2,000 | 20,000

4 2 0.2 0.5 3,000 |25,000 0.2 0.5 2,500 | 25,000 | 0.15 0.3 2,000 | 20,000

6 3 0.2 0.5 2,500 | 25,000 0.2 0.3 2,000 | 25,000 | 0.15 0.3 1,600 |20,000

8 4 0.2 0.3 2,000 | 20,000 0.1 0.2 1,600 | 18,000 0.1 0.2 1,200 | 16,000

10 5 0.1 0.3 2,000 | 18,000 0.1 0.2 1,600 | 16,000 0.1 0.1 1,200 | 14,000

12 6 0.1 0.2 1,600 | 16,000 0.1 0.1 1,200 | 14,000 | 0.05 0.1 940 | 12,000

13 6.5 0.08 0.2 1,600 | 16,000 | 0.06 0.1 1,200 | 14,000 | 0.04 0.08 940 | 12,000

1 14 7 0.07 0.15 1,600 | 16,000 | 0.05 0.08 1,200 | 14,000 | 0.03 0.07 940 | 12,000
16 8 0.07 0.15 1,600 | 16,000 | 0.05 0.08 1,200 | 14,000 | 0.03 0.07 940 | 12,000

18 9 0.05 0.1 1,400 | 14,000 | 0.03 0.05 1,000 | 12,000 | 0.02 0.03 850 | 10,000

20 10 0.05 0.1 1,000 | 14,000 | 0.03 0.05 820 12,000 | 0.02 0.03 720 | 10,000

22 11 0.03 0.08 850 | 14,000 | 0.02 0.06 700 | 12,000 | 0.02 0.02 600 | 10,000

25 12.5 0.03 0.05 680 | 12,000 | 0.02 0.03 560 10,000 | 0.01 0.02 420 | 8,500

30 15 0.02 0.03 360 |12,000 | 0.01 0.02 300 | 10,000 | 0.008 | 0.01 240 | 8,500

35 17.5 0.01 0.02 150 | 10,000 | 0.007 | 0.01 120 8,000 | 0.005 | 0.007 100 | 6,800

40 20 0.005 | 0.01 100 | 10,000 | 0.003 | 0.005 80 8,000 | 0.002 | 0.003 50 6,800

1.25 6 24 0.3 0.4 2,800 | 20,000 0.2 0.5 2,300 | 20,000 | 0.15 0.4 2,000 | 18,000
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Workpiece Material SKD61 - STAVAX - HPM-38 (~52HRC) SKD11(~62HRC) (~65HRC)
B | kg | D i % we | x| | 0m |

Effective
Length

8 3.2 0.25 0.3 2,600 | 20,000 0.15 0.3 2,100 | 20,000 | 0.12 0.25 1,800 | 18,000

10 4 0.2 0.3 2,500 | 20,000 0.15 0.2 2,000 | 20,000 0.1 0.15 1,600 | 18,000

15 6 0.1 0.2 2,000 | 18,000 0.07 0.15 1,600 | 16,000 | 0.05 0.1 1,200 | 14,000

1.25 20 8 0.07 0.15 1,500 | 16,000 0.05 0.1 1,200 | 14,000 | 0.03 0.05 1,000 | 10,000
25 10 0.05 0.1 1,000 | 14,000 0.03 0.07 850 12,000 | 0.02 0.03 720 8,000

30 12 0.03 0.07 720 | 12,000 0.02 0.05 640 10,000 | 0.01 0.02 580 7,000

35 14 0.02 0.03 450 | 10,000 0.01 0.02 400 8,500 | 0.007 | 0.01 320 6,200

6 2 0.2 0.8 3,000 | 20,000 0.2 0.6 2,500 | 18,000 0.2 0.5 2,000 | 14,000

8 2.7 0.2 0.8 3,000 | 20,000 0.2 0.6 2,500 | 18,000 0.2 0.5 2,000 | 14,000

10 &3 0.2 0.6 2,500 | 20,000 0.2 0.4 2,000 | 18,000 0.1 0.3 1,500 | 14,000

12 4 0.2 0.6 2,500 | 20,000 0.2 0.4 2,000 | 18,000 0.1 0.3 1,500 | 14,000

14 4.7 0.1 0.4 2,000 | 18,000 0.1 0.3 1,600 | 16,000 0.1 0.2 1,200 | 12,000

1.5 16 5.3 0.1 0.4 2,000 | 18,000 0.1 0.3 1,600 | 16,000 0.1 0.2 1,200 | 12,000
20 6.7 0.1 0.3 1,600 | 18,000 0.1 0.2 1,200 | 16,000 0.1 0.1 960 | 12,000

25 8.3 0.1 0.2 1,200 | 16,000 | 0.07 0.15 920 14,000 | 0.05 0.07 800 | 10,000

30 10 0.07 0.1 750 | 14,000 0.05 0.07 640 12,000 | 0.03 0.05 600 8,600

35 11.7 0.05 0.1 620 | 12,000 0.03 0.07 500 10,000 | 0.02 0.05 420 7,200

40 13.3 0.03 0.07 450 | 10,000 0.02 0.05 320 8,200 0.01 0.03 260 6,400

15 43 0.25 1 3,000 | 20,000 0.15 0.5 2,300 | 16,000 | 0.13 0.4 1,500 | 14,000

20 B.7 0.18 0.6 2,500 | 18,000 0.1 0.3 1,800 | 15,000 0.1 0.2 1,200 | 12,000

25 71 0.12 0.35 1,800 | 16,000 0.1 0.2 1,600 | 14,000 | 0.06 0.12 1,000 | 10,000

1.75 30 8.6 0.1 0.25 1,500 | 14,000 0.07 0.15 950 11,000 | 0.05 0.08 800 9,000
35 10 0.08 0.2 1,200 | 13,000 0.07 0.12 800 10,000 | 0.03 0.06 650 7,500

40 11.4 0.07 0.1 800 | 11,000 0.04 0.07 720 9,000 0.02 0.05 450 7,000

45 12.9 0.06 0.07 700 |10,000| 0.035 | 0.05 600 7,500 | 0.015 | 0.03 320 6,000

8 2 0.3 1.5 3,000 | 20,000 0.2 0.8 2,500 | 16,000 0.2 0.6 2,000 | 12,000

10 2.5 0.3 1.5 3,000 | 20,000 0.2 0.8 2,500 | 16,000 0.2 0.6 2,000 | 12,000

12 & 0.3 1.5 3,000 | 20,000 0.2 0.8 2,500 | 16,000 0.2 0.6 2,000 | 12,000

14 3.5 0.3 1.5 3,000 | 20,000 0.2 0.8 2,000 | 16,000 0.2 0.6 1,600 | 12,000

15 3.8 0.3 1.5 3,000 | 20,000 0.2 0.8 2,000 | 16,000 0.2 0.6 1,600 | 12,000

20 5 0.2 1 2,400 | 16,000 0.1 0.6 1,800 | 14,000 0.1 0.4 1,400 | 10,000

2 25 6.3 0.2 0.8 1,600 | 16,000 0.1 0.4 1,200 | 14,000 0.1 0.2 1,000 | 10,000
30 17.5 0.1 0.3 1,600 | 14,000 0.07 0.2 1,200 | 10,000 | 0.05 0.15 1,000 | 8,200

85 8.8 0.1 0.2 1,200 | 14,000 0.07 0.15 1,000 | 10,000 | 0.05 0.1 820 8,200

40 10 0.07 0.15 1,200 | 12,000 0.05 0.1 1,000 8,600 0.03 0.07 820 6,800

45 11.3 0.07 0.1 750 | 12,000 0.05 0.07 620 8,600 0.03 0.05 500 6,800

50 12.5 0.05 0.08 550 | 10,000 0.03 0.05 500 7,500 0.02 0.03 420 5,500
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1IHIZ2#ZE Miling Parameters Recommendation

/\s’j}?{jj
2 Flute Long Neck Ball End Mill

RN EII+A R PEREN £
Hardened Steel d Steel SKH
Workpiece Material SKD61 - STAVAX - HPM-38 (~52HRC) ~65HRC)
5 5 = on o N on o
=

BRI

Effective

Length

2

15 3 0.3 1.5 3,000 | 18,000 0.2 1.2 2,500 | 12,000 0.2 0.7 2,000 | 9,200
20 4 0.3 1.2 3,000 | 15,000 0.2 1 2,000 | 10,000 | 0.15 0.5 1,600 | 8,000
25 25 5 0.2 1 2,500 | 15,000 | 0.15 0.8 1,800 | 8,600 0.1 0.3 1,200 | 7,200
30 6 0.2 0.8 2,000 | 12,000 | 0.15 0.5 1,500 | 7,600 0.1 0.2 860 6,400
40 8 0.1 0.2 1,200 | 10,000 | 0.07 0.15 1,000 | 6,800 0.05 0.1 650 5,500
10 1.7 0.3 2 3,000 | 16,000 0.3 1.2 2,500 | 8,000 0.2 1 2,000 | 7,000
15 2.5 0.3 2 3,000 | 16,000 0.3 1.2 2,500 | 8,000 0.2 1 2,000 | 7,000
20 3.3 0.3 2 3,000 | 16,000 0.3 1.2 2,500 | 8,000 0.2 1 2,000 | 7,000
25 4.2 0.3 1.5 3,000 | 16,000 0.2 1 2,000 | 8,000 0.15 0.7 1,500 | 7,000
3 30 5 0.2 1.5 3,000 | 14,000 0.2 1 2,000 | 7,200 0.15 0.7 1,500 | 6,500
35 5.8 0.2 1.2 2,400 | 13,000 | 0.17 0.8 1,600 | 6,800 0.12 0.5 1,200 | 5,800
40 6.7 0.2 1 1,800 | 12,000 | 0.15 0.6 1,200 | 6,400 0.1 0.4 1,000 | 5,200
50 8.3 0.1 0.6 1,200 | 8,200 0.1 0.3 860 4,800 0.05 0.2 620 4,000
60 10 0.07 0.3 600 6,000 0.05 0.15 450 3,200 0.03 0.07 300 2,500

X AEBMapRTBABNIANRE, aeRRfiE, HEFEHRE LA,
X BERE R E BRI LA

X RBUASTNRNENARRE, KEATESEHRARE, SEEE,
X TARHSBEAZBINES,

3 Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.

3% We recommend using oil mist coolant.

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

> Adjust milling conditions according to the volume of depth of cut and rigidity of machine.

% Length of tool overhang must be as short as possible.
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65 SOLID CARBIDE END MILLS

2 P80

2 Flute Reduced Neck Square End Mill
2 2 P81-83
Milling Parameters of 2 Flute Straight Shank Square End Mill & 2 Flute Reduced Neck Square End Mill
P84-85
2 Flute Long Neck Square End Mill
2 P86-87
Milling Parameters of 2 Flute Long Neck Square End Mill
4 P88
4 Flute Reduced Neck Square End Mill
4 P89
4 Flute Straight Shank Square End Mill
4 / P90-91
Milling Parameters of 4 Flute Straight Shank Square End Mill & 4 Flute Reduced Neck Square End Mill
4 P92-93
4 Flute Long Neck Square End Mill
4 P94-95
Milling Parameters of 4 Flute Long Neck Square End Mill
P96
6 Flute Straight Shank Square End Mill
P97
Milling Parameters of 6 Flute Straight Shank Square End Mill
2 2 P98
2 Flute Micro Radius End Mill
4 P99
4 Flute Reduced Neck Radius End Mill
2 /4 P100
Milling Parameters of 2 Flute /4 Flute Reduced Neck Radius End Mill
4 P101-103
4 Flute Straight Shank Radius End Mill
4 P104
Milling Parameters of 4 Flute Straight Shank Radius End Mill
2 P105-
2 Flute Long Neck Radius End Mill
106P107-
Milling Parameter of 2 Flute Long Neck Radius End Mill
4 108P109-
4 Flute Long Neck Radius End Mill
4 117P118-
Milling Parameter of 4 Flute Long Neck Radius End Mill
119P120-
6 Flute Straight Shank Radius End Mill
6 121
Milling Parameters of 6 Flute Straight Shank Radius End Mill
2 P122
2 Flute Reduced Neck Ball End Mill
2 P123
2 Flute Straight Shank Ball End Mill
2 P124
Milling Parameters of 2 Flute Reduced Neck/ Straight Shank Ball End Mill
2 P125
2 Flute Long Neck Ball End Mill
2 P126-
Milling Parameters of 2 Flute Long Neck Ball End Mill
129P130-

HERMERE, EEBITEMEEL

Top Performance, Competitive Price!




il 5Z

K&5tian

2T1ERZETJ] 2 Flute Reduced Neck Square End Mill

Milling Series
HEHI R

L |
)i ¢d
_ 5 15°
D 3 D
22 | e |Z| sk |Z B V| ma | sms | saunes
A% d=h5 Tolerance Coating Slotting L4 Side Milling '££4 | Face Milling _-A| Flute Helix Angle | Workpiece HRC
D=3 0,-0.015
3<D<20 0.-0.02 TiSi O O O 2 30° HRC=<65
#WHIEI#E Cutting Materials O3E#iE4& Very Suitable O iE& Suitable
. RSN _ .
e =E=0 RN 75273 Hardened Steel REEW Kas fRaE §A g Az ==
C;trebeclm Alloy Steel Tgrrl:sgfgggtéel Cast Iron <55hre | >55hre Stsatigtlaelss Titsﬁ\(i)t;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O ©) © O O
i8S M (D) MK (1) w2 (d) 24 (L)
Code No. Cutter Dia. Length of Cut NiELIDIEN Overall Length
65.0005.0010.2F 0.05 0.1 4 45
65.0006.0012.2F 0.06 0.12 4 45
65.0007.0014.2F 0.07 0.14 4 45
65.0008.0016.2F 0.08 0.16 4 45
65.0009.0018.2F 0.09 0.18 4 45
65.0010.0020.2F 0.1 0.2 4 45
65.0015.0030.2F 0.15 0.3 4 45
65.0020.0040.2F 0.2 0.4 4 45
65.0025.0050.2F 0.25 0.5 4 45
65.0030.0060.2F 0.3 0.6 4 45
65.0035.0070.2F 0.35 0.7 4 45
65.0040.0080.2F 0.4 0.8 4 45
65.0045.0090.2F 0.45 0.9 4 45
65.0050.0100.2F 0.5 1 4 45
65.0055.0110.2F 0.55 1.1 4 45
65.0060.0120.2F 0.6 1.2 4 45
65.0065.0130.2F 0.65 1.3 4 45
65.0070.0140.2F 0.7 1.4 4 45
65.0075.0150.2F 0.75 1.5 4 45
65.0080.0160.2F 0.8 1.6 4 45
65.0085.0170.2F 0.85 1.7 4 45
65.0090.0180.2F 0.9 1.8 4 45
65.0095.0190.2F 0.95 1.9 4 45
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. . / Fl =2z
Mill -
65 .- Ké&5tian

18I E2#(ZE Miling Parameters Recommendation

271 ET1 /12T BWET]
2 Flute Reduced Neck Square End Mill & 2 Flute Straight Shank Square End Mill

R EIM R % 2X4W Carbon Steel A4 Alloy Steel
Workpiece Material S50C SCM « SKD * SUS

Cutter Dia. g6 ARl FriE ks FHE FHi&
Side Milling | Slotting | Side Milling | Side Milling | Slotting side Milling|  Slotting | Side Milling | Side Milling| ~Slotting
0.1 50-80 | 50000 25 0.005 0.005 | 50-70 | 50000 15 0.005 0.005
0.2 50-80 | 50000 40 0.01
0.3 50-80 | 50000 100 50 0.015 0.6 0.015 | 50-70 | 50000 90 35 0.015 0.6 0.015
0.4 50-80 | 50000 150 75 0.02
0.5 50-80 | 41401 170 85 0.025 1 0.075 | 50-70 | 38200 130 50 0.025 1 0.025
0.6 50-80 | 34501 170 85 0.03 1.2
0.7 50-80 | 29572 180 90 0.035 14 0.105 | 50-70 | 27298 140 50 0.035 1.4 0.035
0.8 50-80 | 25876 180 90 0.04 1.6
0.9 50-80 | 23001 200 95 0.045 1.8 0.135 | 50-70 | 21231 145 50 0.045 1.8 0.045
1 50-80 | 20701 210 100 0.07 2
1.5 50-80 | 13800 210 100 0.105 3 0.75 50-70 | 12739 150 55 0.075 3 0.075
2 50-80 | 10350 210 100 0.14 4 1
25 50-80 | 8280 250 120 0.175 5 1.25 50-70 | 7643 180 65 0.125 5 0.125
3 50-80 | 6900 280 140 0.45 6 1.5
4 50-80 | 5175 300 160 0.6 8 3 50-70 | 4777 190 70 0.2 8 0.2
5 50-80 | 4140 330 160 0.75 10 3.75
6 50-80 | 3450 340 170 0.9 12 4.5 50-70 | 3185 260 85 0.3 12 0.3
8 50-80 | 2588 320 160 1.2 16 6 50-70
10 50-80 | 2070 300 150 1.5 20 7.5 50-70 | 1911 230 75 0.5 20 0.5
12 50-80 | 1725 270 140 1.8 24 9 50-70
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/ FI3Z - |
Ké&xian 65 .-

1HIZ2#(ZE Miling Parameters Recommendation

2TIEREFTI /2T BRI
2 Flute Reduced Neck Square End Mill & 2 Flute Straight Shank Square End Mill

N EI 1 R I8N Quenched&Tempered Steel & N5M Hardened Steel
Workpiece Material HPM * NAK

F 3
nis po

Cutter Dia. % FHiE &5 &% FFiE&
Side Milling | Slotting | Side Milling | Side Milling | Slotting
0.1 40-60 | 50000 20 0.005 0.005 | 20-40 | 50000 15 0.002 0.005
0.2 40-60 | 50000 30 0.01 0.01 20-40 | 47700 20 0.004 0.01
0.3 40-60 | 50000 85 40 0.015 0.6 0.015 | 20-40 | 31847 20 0.006 0.015
0.4 40-60 | 47700 110 55) 0.02 0.8 0.02 20-40 | 23885 50 25 0.008 0.8 0.02
0.5 40-60 | 38200 110 55 0.025 1 0.025 | 20-40 | 19108 60 30 0.01 1 0.075
0.6 40-60 (212314 110 55 0.03 1.2 0.03 20-40 | 15924 60 30 0.012 1.2 0.09
0.7 40-60 | 181984 | 120 55 0.035 1.4 0.035 | 20-40 | 13649 65 35 0.014 1.4 0.105
0.8 40-60 | 159236 | 120 55) 0.04 1.6 0.04 20-40 | 11943 65 35 0.016 1.6 0.12
0.9 40-60 | 141543 | 125 55 0.045 1.8 0.045 | 20-40 | 10616 70 35 0.018 1.8 0.135
1 40-60 (127389| 130 65 0.05 2 0.05 20-40 | 9554 75 40 0.02 2 0.15
1.5 40-60 | 25478 130 65 0.075 3 0.075 | 20-40 | 6369 75 40 0.03 3 0.225
2 40-60 | 19108 150 75 0.1 4 0.1 20-40 | 4777 75 40 0.04 4 0.3
2.5 40-60 | 15287 160 80 0.125 5 0.125 | 20-40 | 3822 75 40 0.05 5 0.375
8 40-60 | 12739 170 85 0.15 6 0.15 20-40 | 3185 80 40 0.06 6 0.45
4 40-60 | 6369 170 85 0.2 8 0.2 20-40 | 2389 95 50 0.08 8 0.6
& 40-60 | 5096 210 110 0.25 10 0.25 20-40 | 1911 95 50 0.1 10 0.75
6 40-60 | 4246 240 120 0.3 12 0.3 20-40 | 1592 100 50 0.12 12 0.9
8 40-60 | 3185 220 110 0.4 16 0.4 20-40 | 1194 100 50 0.16 16 1.2
10 40-60 | 2548 210 100 0.5 20 0.5 20-40 955 100 50 0.2 20 1.5
12 40-60 | 2123 200 100 0.6 24 0.6 20-40 796 100 50 0.24 24 1.8
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ﬂﬁ]”‘?ﬁ(?& Milling Parameters Recommendation

o+
‘

27IEZEF T 127 B T]
2 Flute Reduced Neck Square End Mill & 2 Flute Straight Shank Square End Mill

W HIEIA R -
i Copper

) F mm/m|n F mm/m|n Ae mm Ap mm
Sy Ve m/min in- %E mﬁ e OE
Cutter Dia. &
0.1 60-80 50000 0.02 0.2 0.01
0.2 60-80 50000 90 B5) 0.04 0.4 0.02
0.3 60-80 50000 150 60 0.06 0.6 0.03
0.4 60-80 50000 200 80 0.08 0.8 0.04
0.5 60-80 44586 220 90 0.1 1 0.2
0.6 60-80 37155 230 95 0.12 1.2 0.24
0.7 60-80 31847 240 95 0.14 1.4 0.28
0.8 60-80 27866 250 95 0.16 1.6 0.32
0.9 60-80 24770 260 95 0.18 1.8 0.36
1 60-80 22293 270 100 0.2 2 0.4
1.5 60-80 14862 300 120 0.3 3 1.125
2 60-80 11146 330 120 0.4 4 1.5
25 60-80 8917 360 120 0.5 5 1.875
8 60-80 7431 370 130 0.6 6 2.25
4 60-80 5573 390 130 0.8 8 3
5 60-80 4459 410 130 1 10 BN5
6 60-80 3715 410 130 1.2 12 4.5
8 60-80 2787 360 120 1.6 16 6
10 60-80 2229 330 110 2 20 7.5
12 60-80 1858 320 110 2.4 24 9
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@ = illing Series
Kéition 65 .
271338 T] 2 Flute Long Neck Square End Mill

L |

air s ;’L

»D
¢di
| e |Z| e Z e Z nE | BiEs | EAMNEE
ANZ . d=h5 Tolerance Coa:i:ng Slotting i Side Milling Ié Face MiIIing_-/q Flute Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0-0.02 TiSi ©) O (©) 2 30° HRC=<65

#WHIEI#E Cutting Materials O3E#iE4& Very Suitable OiE& Suitable

B 2em WEM | HE% | Hodondbeel | KB | HAS | SA® | @ | WE | AR | =R
Csatrebeclm Alloy Steel Tgrrl:sgfgggtéel Cast Iron <55hre | >55hrc Stsatlgtlaelss Tltgntl)t:/m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) @) © © O
TS = (1) T (1) @z (d1) & (d) 2 (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.01.003.2F 0.3 45
65.01.004.2F 0.4 45
65.01.005.2F 0.5 45
65.01.006.2F 01 0.6 0.08 0.085 4 45
65.01.008.2F 0.8 45
65.01.010.2F 1 45
65.02.006.2F 0.6 45
65.02.008.2F 0.8 45
65.02.010.2F 1 45
65.02.012.2F 0-2 1.2 0.16 0-18 4 45
65.02.015.2F 1.5 45
65.02.020.2F 2 45
65.03.008.2F 0.8 45
65.03.010.2F 1 45
65.03.012.2F 1.2 45
65.03.015.2F 03 1.5 0.24 0.28 4 45
65.03.020.2F 2 45
65.03.025.2F 2.5 45
65.03.030.2F 3 45
65.04.010.2F 1 45
65.04.015.2F 1.5 45
65.04.020.2F 0.4 2 0.32 0.37 4 45
65.04.025.2F 25 45
65.04.030.2F 3 45
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P / FI3Z
65 ..~ Ké&stion

271R%383T] 2 Flute Long Neck Square End Mill

L |
h éd
”ﬂ“ 15
@D N \‘—
@d1
e | s “h | w Z B Z nH | BiEm | EAMNEE
ANZ: d=h5 Tolerance Coat?ng Slotting i Side Milling |4 Face Milling_-A| Flute Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0,-0.02 Tisi © @ ©) 2 30° HRC<65

WHNEIEA%E; Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

R aen WER | B | Hadondiee | FE® | %AS | @A @ | wE | BE | mEA
C&;bélm Alloy Steel Télrrl:sgrcgggtge(el Cast Iron <55hre | >55hre Stsatlglljss Tltzng;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O @ © © ) ©
TS 7% (D) BEEE (1) 7 (1) B (d1) w1z (d) 2K (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.04.040.2F 4 45
65.04.050.2F 0.4 5 0.32 0.37 4 45
65.04.060.2F 6 45
65.05.015.2F 1.5 45
65.05.020.2F 2 45
65.05.030.2F 3] 45
65.05.040.2F 05 4 0.4 0.46 4 45
65.05.060.2F 6 45
65.05.080.2F 8 45
65.05.100.2F 10 50
65.06.015.2F 1.5 45
65.06.020.2F 2 45
65.06.030.2F 3 45
65.06.040.2F 0.6 4 0.48 0.56 4 45
65.06.060.2F 6 45
65.06.080.2F 8 45
65.06.100.2F 10 50
65.08.020.2F 2 45
65.08.030.2F 3 45
65.08.040.2F 4 45
65.08.060.2F 0.8 6 0.64 0.76 4 45
65.08.080.2F 8 45
65.08.100.2F 10 50
65.08.120.2F 12 50
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18I &2%(3E Miling Parameters Recommendation

27 R BIT]
2 Flute Long Neck Square End Mill

RN EI R o =N 'hﬂ?&)ﬁiﬂ o ?Eﬁfﬂ | RN TEK
. . arbon Ste uenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
Workpiece Material S50C * NAKSS5 * NAK8O * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (*62HRC) SKH (~65HRC)
-

rl
7 ‘
Cutter Dia. } i Rev.Speed | Feeding Rate Rev.Speed | Feeding Rate
min-1 | mm/min min-1 | mm/min

0.3 |40000| 150 |0.005| 0.06 |40000| 120 |0.003 | 0.05 [40000| 100 |0.002 | 0.04 |40000| 70 |0.002| 0.03
0.5 |40000| 100 |0.005| 0.06 |40000| 80 |0.003 | 0.05 {40000 60 |0.002 | 0.04 |40000| 50 |0.002| 0.03
0.75 |40000| 80 |0.003| 0.06 (40000 70 |0.002 | 0.05 |40000| 50 |0.001 | 0.04 [40000| 30 |0.001| 0.03
1 40000| 60 |0.002| 0.06 |40000| 50 |0.001 | 0.05 [40000| 40 |0.001 | 0.04 [40000| 20 |0.001| 0.03
0.3 |40000| 180 |0.005 0 |40000| 150 |0.003 0 [40000| 120 |0.002 0 |40000| 100 |0.002| 0.04
0.5 |40000| 150 |0.005 0 |40000| 120 |0.003 40000, 100 |0.002 0 |40000| 80 |0.002 | 0.04
0.15 0.75 |40000| 120 |0.003 0 |40000| 100 |0.002 40000| 80 |0.001 0 |40000, 60 |0.001| 0.04
1 40000| 100 |0.002 0 |40000| 80 |0.001 40000, 60 |0.001 0 |40000 40 |0.001| 0.04
1.5 |40000| 80 |0.002 0 |40000| 60 |0.001 40000, 40 |0.001 0 |40000, 20 |0.001| 0.04
0.5 |30000| 240 |0.005| 0.12 |30000| 200 |0.003 | 0.1 |30000| 160 |0.003 | 0.08 |30000| 120 |0.003 | 0.06
0.75 |30000| 200 |0.005| 0.12 |30000| 180 |0.003 | 0.1 |30000| 140 |0.003 | 0.08 |30000| 100 |0.003 | 0.06
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
0.2 1.5 |30000| 120 |0.003| 0.12 |30000| 100 |0.002 | 0.1 |30000| 80 |0.002| 0.08 [30000| 60 |0.002| 0.06
2 30000 80 [0.003| 0.12 [30000| 50 |0.002 | 0.1 |30000| 40 |0.002| 0.08 [30000| 30 |0.002 | 0.06
2.5 |30000| 60 |0.002| 0.12 |30000, 50 |0.001| 0.1 |25000| 40 |0.001 | 0.08 |25000| 30 |0.001| 0.06
3 30000 40 |0.002| 0.12 |25000| 40 |0.001 | 0.1 |25000| 30 |0.001 | 0.08 |22000| 20 |0.001| 0.06
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
1.5 |30000| 260 |0.007 | 0.18 |30000| 200 |0.003 | 0.15 [30000| 160 |0.003 | 0.12 |30000| 120 | 0.003 | 0.09
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
2.5 |30000| 150 |0.004| 0.18 |25000| 100 |0.002 | 0.15 [25000, 80 |0.002 | 0.12 |20000| 60 |0.002 | 0.09
3 30000 70 |0.004| 0.18 |25000| 50 |0.002 | 0.15 [25000| 40 |0.002 | 0.12 |20000| 30 |0.002| 0.09
30000| 450 | 0.01 | 0.24 [30000| 400 |0.005 | 0.2 |30000| 350 |0.005| 0.16 [25000| 300 |0.005| 0.12
1.5 |30000| 400 | 0.01 | 0.24 |30000| 360 |0.005| 0.2 |30000| 330 |0.005| 0.16 [25000| 250 |0.005| 0.12
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
2.5 |30000| 340 |0.008| 0.24 |25000| 280 |0.005| 0.2 [25000| 250 |0.004 | 0.16 |20000| 200 |0.004 | 0.12
3 30000| 320 [0.008 | 0.24 [25000| 260 |0.004 | 0.2 |20000| 220 |0.003 | 0.16 [18000| 180 |0.003 | 0.12
0.4 3.5 |30000| 280 |0.007| 0.24 |25000| 220 |0.004 | 0.2 |20000| 180 |0.003 | 0.16 |18000| 150 |0.002 | 0.12
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
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
6
8

0.1

25000| 200 [0.004 | 0.24 [22000| 150 |0.002 | 0.2 |18000| 130 |0.002 | 0.16 [16000| 70 |0.001| 0.12
20000| 150 |0.002| 0.24 |16000| 120 |0.001 | 0.2 |14000| 90 |0.001| 0.16 |12000| 40 |0.001| 0.12
10 16000| 100 [0.002| 0.24 |13000| 80 |0.001 | 0.2 |12000| 50 |0.001| 0.16 [10000| 20 |0.001| 0.12

1 30000| 550 | 0.02 | 0.3 |25000| 500 | 0.01 | 0.25 [23000| 450 |0.007 | 0.2 |20000| 400 |0.005| 0.15
1.5 |30000| 520 | 0.02 | 0.3 |25000| 450 | 0.01 | 0.25 [23000| 400 |0.007 | 0.2 |20000| 360 |0.005| 0.15

2 30000| 500 | 0.02 | 0.3 |25000| 420 | 0.01 | 0.25 |23000| 380 |0.007 | 0.2 |20000| 320 |0.005| 0.15
2.5 |30000| 480 |0.015| 0.3 |25000| 400 |0.008 | 0.25 [23000| 360 |0.006 | 0.2 |20000| 300 |0.004 | 0.15

3 30000| 420 |0.015| 0.3 |25000| 350 |0.007 | 0.25 [23000| 320 |0.005| 0.2 |20000| 280 |0.003| 0.15
3.5 |25000| 400 [0.012| 0.3 |25000| 320 |0.006 | 0.25 [23000| 280 |0.003 | 0.2 |20000| 240 | 0.003| 0.15
0.5 4 25000| 380 | 0.01 0.3 |25000| 280 |0.005 | 0.25 |23000| 240 |0.003 | 0.2 |[20000| 200 |0.002| 0.15
4.5 |25000| 350 |0.008| 0.3 |25000| 230 |0.004 | 0.25 [20000| 200 |0.003 | 0.2 |18000| 160 |0.002 | 0.15
25000| 320 |0.007| 0.3 |20000| 200 |0.003 | 0.25 |18000| 150 |0.003 | 0.2 |16000| 100 |0.002 | 0.15
300 [0.005| 0.3 |20000| 200 |0.003 | 0.25 |18000| 150 |0.002 | 0.2 |16000| 100 |0.002 | 0.15
20000| 250 |0.005| 0.3 |16000| 180 |0.003 | 0.25 [14000| 140 |0.002 | 0.2 |14000| 80 |0.002| 0.15
20000| 200 |0.005| 0.3 |16000| 160 |0.002 | 0.25 [14000| 130 |0.002 | 0.2 |12000| 60 |0.001| 0.15

@ N O ;
N
a
o
o
o

86



. . / Fl =2Z
Mill -
65 ..~ Ké&stion

P15 ZS#ZE Miling Parameters Recommendation

271 HBFT]
2 Flute Long Neck Square End Mill

y o -
%5 W+ RN LY EE FRIEN TEWN
Carbon St Quenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
Workpiece Material S50C * NAKS5 * NAK8O * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)

Cutter DIEN

9 16000
0.5 10 16000| 170 |0.003| 0.3 |13000| 130 |0.002 | 0.25 [12000| 110 |0.001 | 0.2 [10000, 40 |0.001| 0.1
1.5 |30000| 650 | 0.02 | 0.35 [25000| 550 | 0.01 0.3 |23000| 450 |0.007 | 0.25 [20000| 400 |0.005| 0.18
2 30000| 550 | 0.02 | 0.35 [25000| 500 | 0.01 0.3 |23000| 400 |0.007 | 0.25 [20000| 350 |0.005| 0.18
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
0.6 4 25000| 450 | 0.01 | 0.35 |25000| 400 |0.005 | 0.3 |23000| 300 |0.003 | 0.25 [20000| 250 |0.002| 0.18
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
6 25000| 350 [0.001| 0.35 |20000| 300 |0.002 | 0.3 |18000| 200 |0.002 | 0.25 [16000| 150 |0.001| 0.18
2 30000| 750 | 0.04 | 0.4 |25000| 600 | 0.03 | 0.35 |23000| 450 | 0.02 | 0.28 [20000| 400 |0.012| 0.21
4 25000| 690 | 0.03 | 0.4 |25000| 560 | 0.02 | 0.35 |23000| 400 |0.015| 0.28 (20000 320 |0.007 | 0.21
0.7 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
8 20000| 430 [0.012| 0.4 |16000| 330 | 0.01 | 0.35 | 14000| 230 |0.007 | 0.28 (12000 180 |0.005 | 0.21
10 16000| 300 |0.008| 0.4 |13000| 200 |0.005 | 0.35 |12000| 180 |0.003 | 0.28 [10000| 120 |0.002 | 0.21
3 25000| 850 | 0.04 | 0.45 |25000| 780 | 0.03 | 0.4 |23000| 650 | 0.02 | 0.32 [20000| 550 |0.012| 0.24
4 25000| 800 | 0.03 | 0.45 [25000| 700 |0.025 | 0.4 |23000| 600 |0.015| 0.32 [20000| 500 |0.007 | 0.24
5 25000| 700 | 0.03 | 0.45 |23000| 630 | 0.02 | 0.4 |20000| 530 |0.012 | 0.32 [18000| 450 |0.006 | 0.24
0.8 6 20000| 620 [0.025| 0.45 |20000| 550 | 0.02 | 0.4 |18000| 450 | 0.01 | 0.32 [16000| 350 |0.005| 0.24
8 16000| 500 |0.015| 0.45 |16000| 400 |0.007 | 0.4 |[14000| 300 |0.005 | 0.32 |12000| 200 |0.003 | 0.24
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
12 16000| 300 |0.007 | 0.45 |13000| 220 |0.005| 0.4 [12000| 120 |0.003 | 0.32 |10000| 120 |0.002 | 0.24

XA HBSHESEE,, BEILFRBM IR REBNMS B,

XPAEWNapETRMABRTIIARE, aeETRERFRIIARE

XD TAENENET , HEEFERHERER

XZPAB BB EHEEE RIZERRIE (&) HTIEMNT .

L (BUKE ) /D (7112) BidsfErT, BB MSaIHAIREREAS0%UT, IAE: aellAERN30%UT,
XMEIEISEEIRMGR, BIUASR: apRHAEERENS0%UT , HEEERTIE,

XRELLIOET , ES IR REIRBRLL AR, B4, EMEERENIERRFRER,

XL (BYKE) /D (712) 5 LN, HEERERKERENIEHTSEMNT,

X @ ARHO0.55L (BRUKE) /D (7142) 150 LR, TERERBMIR. ERENMSHTARENRE.

¥These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and machine type.
X 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.

X 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.

¥ Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.

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

X Decrease cutting parameters when required for the tools smaller than Dia. 0.5mm, or L/D is more than 15 times longer
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Milling Series
HEHI R

ATJEEZEET] 4 Flute Reduced Neck Square End Mill

L |
/ ¢d
15 |
D
J
ne | E 7| W Z ik Z K| Bigs | EAHREE
A% d=h5 Tolerance Coating Slotting i Side Milling I/_A Face Milling _.A. Flute Helix Angle | Workpiece HRC
D=3 0,-0.015
3<D<20 0,-0.02 Tisi © (@) (@) 4 30° HRC=<65
#WHIEI#EL Cutting Materials O3E#iE4& Very Suitable O iE& Suitable
BHEN aen BESR B | nadordhed | AEW | #a® | @8 m | wE| mR | mEa
C;trebeclln Alloy Steel Tg#sgfgggt%el Cast Iron <5Shre | >55hre Stsat'gﬁss T'tgl'i'(')"\’/m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
O O O O @ @ © O ©
iTES 7]42 (D) 7 (1) W1E (d) 2K (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length
65.0080.0240.4F 0.8 2.4 4 45
65.0100.0300.4F 1 3 4 50
65.0150.0450.4F 1.5 4.5 4 50
65.0200.0600.4F 2 6 4 50
65.0250.0750.4F 25 7.5 4 50
65.0300.0900.4F 3 9 4 50
65.0300.0900.4F-6 3 9 6 50
65.0400.1100.4F-6 4 11 6 50
65.0500.1300.4F-6 5 13 6 60
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Milling Series / 5 gz -
65 H M5 k exian
ATJEWT] 4 Flute Straight Shank Square End Mill

L \
! ¢d ‘
[ N
@0 |- j
e | e Z st 7 | ms V| mm | sme | sansmm
AZE: d=h5 Tolerance Coa‘:i;g Slotting i Side Milling i Face MiIIing_|A Flute | Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0,-0.02 Tisi © @ ©} 4 50° HRC<65

WEHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O &4 Suitable

HEN aen BES B | Hardeedhee | AB@ | ga® | @8 @ | W | BB | mEA
Csi';becfn Alloy Steel Télrxsgrcgggtge(el Cast Iron <55hre | >55hrc Stsatlglljss Tltzlrl\(l;:lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O ) © (© © ©
1T58s 704 (D) 7 (1) W (d) 2 (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length
65.0400.11.050.4F 4 1" 4 50
65.0600.13.050.4F 13 50
65.0600.15.060.4F 15 60
65.0600.15.075 4F 6 15 6 75
65.0600.15.100.4F 15 100
65.0800.20.060.4F 20 60
65.0800.20.075.4F 8 20 8 75
65.0800.20.100.4F 20 100
65.1000.25.075.4F 25 75
65.1000.30.100.4F 10 30 10 100
65.1000.30.150.4F 30 150
65.1200.25.075.4F 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 16 40 16 150
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11H)Z2#(ZE Miling Parameters Recommendation

ATIERFETI/ATIERETT]
4 Flute Straight Shank Square End Mill & 4 Flute Reduced Neck Square End Mill

WIEIM R %2X4W Carbon Steel A4 Alloy Steel
Workpiece Material S50C SCM -« SKD * SUS

p mm
Cutter Dia. gE gE % gE % %
Side milling Side milling Side milling side milling side milling side milling
1 45-75 19108 290 0.05 2.5 45-65 17516 210 0.05 2.5
1.5 45-75 12739 290 0.075 8.1 45-65 11677 210 0.075 S5
2 45-75 9554 290 0.1 5 45-65 8758 240 0.1 5
2.5 45-75 7643 350 0.125 6.25 45-65 7006 260 0.125 6.25
3 45-75 6369 390 0.3 7.5 45-65 5839 260 0.3 7.5
4 45-75 a777 480 0.4 10 45-65 4379 310 0.4 10
5 45-75 3822 510 0.5 12.5 45-65 3503 360 0.5 12.5
6 45-75 3185 540 0.6 15 45-65 2919 390 0.6 15
8 45-75 2389 480 1.2 20 45-65 2189 370 1.2 20
10 45-75 1911 480 1.5 25 45-65 1752 360 1.5 25
12 45-75 1592 440 1.8 30 45-65 1460 360 1.8 30
16 45-75 1194 380 24 40 45-65 1095 350 24 40
20 45-75 955 380 3 50 45-65 876 350 3 50
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1H|ZE2#(ZE Miling Parameters Recommendation

ATIERFETI/ATIERETET]
4 Flute Straight Shank Square End Mill & 4 Flute Reduced Neck Square End Mill

I E 1 R I ESN Quenched&Tempered Steel & 4X Hardened Steel 49 Copper
Workpiece Material HPM - NAK SKD61 (~52HRC) pp

F F F
ne v [0 ool serm s lye [ el demm [ aomn v |
Cutter Dia. min-1 | %% in [ min-1 | {UgE % g6 | m/min | min-1 [ g | U 5t
Side milling Side milling | Side milling| ide milling |Side milling|
0.2

1 35-55 | 14331 | 170 | 0.05 25 | 15-35 | 7962 100 | 0.02 2.5 | 55-75 20701 | 380 25
1.5 35-55 | 9554 | 170 | 0.075 | 3.75 | 15-35 | 5308 100 | 0.03 | 3.75 | 55-75 | 13800 | 420 0.3 3.756

2 35-55 | 7166 | 210 0.1 5 15-35 | 3981 100 | 0.04 5 55-75 | 10350 | 470 0.4 5
25 35-55 | 5732 | 210 | 0.125 | 6.25 | 15-35 | 3185 110 | 0.05 | 6.25 | 55-75 | 8280 | 500 0.5 | 6.25

3 35-55 | 4777 | 210 0.3 7.5 | 15-35 | 2654 110 | 0.06 7.5 | 55-75| 6900 | 530 0.6 7.5
4 35-55 | 3583 | 260 0.4 10 15-35 | 1990 140 | 0.08 10 55-75 | 5175 | 610 0.8 10
5 35-55 | 2866 | 320 0.5 125 | 15-35 | 1592 140 0.1 12.5 | 55-75 | 4140 | 610 1 12.5
6
8

35-55 | 2389 | 360 0.6 15 15-35 | 1327 140 | 0.12 15 55-75 | 3450 | 630 1.2 15
35-55 | 1791 | 340 1.2 20 15-35 | 995 140 | 0.16 20 55-75 | 2588 | 580 1.6 20

10 35-55 | 1433 | 310 115 25 15-35 | 796 140 0.2 25 55-75 | 2070 | 540 2 23
12 35-55 | 1194 | 290 1.8 30 15-35 | 663 140 | 0.24 30 55-75 | 1725 | 490 24 30
16 35-55 | 896 280 2.4 40 15-35 | 498 140 | 0.32 40 55-75 | 1294 | 480 3.2 40
20 35-55 | 717 280 3 50 15-35 | 398 140 0.4 50 55-75 | 1035 | 480 4 50

XIBEASERTIAIH

XADEINN TR KRET, HEEERREREAIR
MARFEME B ER

XABIRARR L PR RS AR

XYIANE . RIEARR, R40EAR ., BEBEER.

% Use cutting fluid with smoke retardant.

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

% 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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ATRSESET] 4 Fiute Long Neck Square End Mill

L |

4 od
[

1 15 ’7
o

@D

= 7/, U ! X AL
FHiE | Mi%E || EE T e EEMEHEE

Face Milling _a Flute Helix Angle | Workpiece HRC

AZE: d=h5 Tolerance Coating Slotting Side Milling
D=3 0,-0.015
3<D<20 0,-0.02 TiSi o ©) o 4 30 HRC=<65

#WHIEI#E Cutting Materials O3E#iE4& Very Suitable O iE& Suitable

B 2em WEM | B | Hodordbeel | AU | HAS | SA® | @ | WE | &R | =B
C;trebeclm Alloy Steel Tgrrl:sgfgggtéel Cast Iron <55hre | >55hre Stsatlgtlaelss Tltsng;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O O @) © @ o
BEE (11) T (1) B (d1) 1z (d) 2K (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.10.040.4F 4 50
65.10.060.4F 6 50
65.10.080.4F 8 50
65.10.100.4F ! 10 15 0.95 4 50
65.10.120.4F 12 50
65.10.150.4F 15 50
65.15.060.4F 6 50
65.15.080.4F 8 50
65.15.100.4F 10 50
65.15.120.4F 12 50
65.15.150.4F 52 15 222 = 4 50
65.15.200.4F 20 60
65.15.250.4F 25 60
65.15.300.4F 30 75
65.20.080.4F 8 50
65.20.100.4F 10 50
65.20.120.4F 12 50
65.20.160.4F 16 50
65.20.200.4F 2 20 3 1.94 4 60
65.20.250.4F 25 60
65.20.300.4F 30 75
65.20.350.4F 85 75
65.20.400.4F 40 75
65.25.080.4F 8 50
65.25.100.4F 10 50
65.25.150.4F 15 50
65.25.200.4F 20 60
65.25.250.4F 25 25 S 24 4 60
65.25.300.4F 30 75
65.25.350.4F 85 75
65.25.400.4F 40 75

92



P / ¥ 3Z
65 ...~ Ké&stion

ATRYESET] 4 Flute Long Neck Square End Mill

L |
A &d
I —w
@D N
@dn
e | s Z s Z me Z nE | wiEe | EadREE

ANZ. d=h5 Tolerance Coat?ng Slotting i Side Milling IL Face Milling_-A| Flute Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0,-0.02 Tisi © ©) @) 4 30° HRC<65

WHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

B aem WER | B | Hodonduee | FEM | %AS | @A @ || BB | wRe
C&;bélm Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsat'SLTSS Tltzng;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O @] © @) @] ©
N (D) B (1) nE (1) B2 (1) W (d)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.25.450.4F 45 80
65.25.500.4F 25 50 .78 24 4 80
65.30.100.4F 10 50
65.30.160.4F 16 60
65.30.200.4F 20 60
65.30.250.4F 25 75
65.30.300.4F 30 75
65.30.350.4F e 85) i EES e 75
65.30.400.4F 40 75
65.30.450.4F 45 100
65.30.500.4F 50 100
65.30.550.4F 55) 100
65.30.600.4F 60 100
65.40.160.4F 16 60
65.40.200.4F 20 60
65.40.250.4F 25 75
65.40.300.4F 30 75
65.40.400.4F 4 40 6 3.8 6 75
65.40.500.4F 50 100
65.40.600.4F 60 100
65.40.700.4F 70 110
65.40.800.4F 80 120
65.50.160.4F 16 60
65.50.200.4F 20 60
65.50.250.4F 25 75
65.50.300.4F 30 75
65.50.400.4F 5 40 75 4.8 6 75
65.50.500.4F 50 100
65.50.600.4F 60 100
65.50.800.4F 80 120
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1]HIZ=%3E Miling Parameters Recommendation

ATIRAFT]
4 Flute Long Neck Square End Mill

RN EI R . e 'hiJiE%N o ?ﬁ?ﬁ;‘f’lﬂ | FRRE N TEN
. . Carbon Ste uenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
Workpiece Materia S50C * NAKS5 * NAK8O * HPM-1(~43HRC) HPM-38 - STAVAX - SKD61 (~55HRC) SKD11 * PD613 (*62HRC) SKH (~65HRC)

: prai)
Cutter Dia. § i Rev.Speed | Feeding Rate Feeding Rate
min-1 | mm/min mm/min

4 25000| 2000 | 0.05 | 0.6 |23000| 1800 | 0.04 | 0.5 |18000| 1600 | 0.03 | 0.4 [14000| 1000 | 0.02 | 0.3

1 6 20000| 1800 | 0.03 | 0.6 |18000| 1400 | 0.02 | 0.5 |14000| 1200 | 0.01 0.4 |[10000| 800 |0.007 | 0.3
8 18000 | 1600 | 0.03 | 0.6 |16000| 1200 | 0.02 | 0.5 |[12000| 1000 | 0.01 0.4 | 8000 | 680 |0.005| 0.3

10 16000 | 1200 | 0.02 | 0.6 |14000| 1000 | 0.01 0.5 |10000| 800 |0.007 | 0.4 | 6000 | 500 |0.005| 0.3

6 20000| 1800 | 0.04 | 0.7 |18000| 1400 | 0.03 | 0.6 |14000| 1200 | 0.02 | 0.5 [10000| 800 | 0.01 0.4

12 8 18000 | 1600 | 0.04 | 0.7 |16000| 1200 | 0.02 | 0.6 |[12000| 1000 | 0.01 0.5 | 8000 | 680 |0.007 | 0.4
10 16000 | 1200 | 0.03 | 0.7 |12000| 1000 | 0.02 | 0.6 |[10000| 850 | 0.01 0.5 | 8000 | 600 |0.005| 0.4

12 14000 | 1200 | 0.02 | 0.7 |10000| 1000 | 0.01 0.6 | 9000 | 800 |0.007 | 0.5 | 7000 | 500 |0.005| 0.4

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

8 20000| 1800 | 0.06 | 0.9 |[18000| 1200 | 0.03 | 0.75 | 14000| 1200 | 0.03 | 0.6 [10000| 750 | 0.01 | 0.45

15 10 20000| 1600 | 0.04 | 0.9 [16000| 1000 | 0.03 | 0.75 | 14000| 1000 | 0.02 | 0.6 [10000| 700 | 0.01 | 0.45
12 16000 | 1400 | 0.04 | 0.9 |14000| 1000 | 0.02 | 0.75 [12000| 850 | 0.02 | 0.6 | 8000 | 620 | 0.007 | 0.45

14 14000 1200 | 0.03 | 0.9 |12000| 800 | 0.02 | 0.75 [10000| 750 | 0.01 0.6 | 7500 | 500 |0.007 | 0.45

16 12000| 1000 | 0.02 | 0.9 |10000| 720 | 0.01 | 0.75 | 9000 | 600 |0.007 | 0.6 | 6800 | 400 | 0.005 | 0.45

6 20000 | 2000 | 0.07 1 18000| 1800 | 0.05 | 0.9 |15000| 1500 | 0.04 | 0.7 |12000| 1200 | 0.03 | 0.5

8 18000 | 1800 | 0.06 1 16000| 1600 | 0.04 | 0.9 |12000| 1200 | 0.03 | 0.7 | 9500 | 1000 | 0.02 | 0.5

10 16000 | 1600 | 0.06 1 14000| 1400 | 0.04 | 0.9 |12000| 1000 | 0.03 | 0.7 | 9500 | 900 | 0.02 | 0.5

18 12 14000 | 1400 | 0.05 1 12000| 1200 | 0.03 | 0.9 |10000| 1000 | 0.02 | 0.7 | 8200 | 800 | 0.01 0.5
14 14000 | 1400 | 0.05 1 12000| 1200 | 0.03 | 0.9 |10000| 860 | 0.02 | 0.7 | 8200 | 720 | 0.01 0.5

16 12000 | 1200 | 0.04 1 10000| 1000 | 0.02 | 0.9 | 9200 | 800 | 0.01 0.7 | 7500 | 680 |0.007 | 0.5

18 10000 | 1000 | 0.04 1 9200 | 820 | 0.02 | 0.9 | 8500 | 740 | 0.01 0.7 | 6000 | 640 |0.007 | 0.5

6 20000 | 2000 | 0.08 | 1.2 |18000| 1800 | 0.06 1 15000 | 1500 | 0.05 | 0.8 |[12000| 1200 | 0.03 | 0.6

8 18000 | 1800 | 0.07 | 1.2 |16000| 1600 | 0.05 1 12000| 1200 | 0.04 | 0.8 | 9500 | 1000 | 0.02 | 0.6

10 16000 | 1600 | 0.06 | 1.2 |14000| 1400 | 0.05 1 12000 | 1000 | 0.04 | 0.8 | 9500 | 900 | 0.02 | 0.6

2 12 14000 | 1400 | 0.05 | 1.2 |12000| 1200 | 0.04 1 10000 | 1000 | 0.03 | 0.8 | 8200 | 800 | 0.01 0.6
14 14000 | 1400 | 0.04 | 1.2 |12000| 1200 | 0.03 1 10000| 860 | 0.02 | 0.8 | 8200 | 720 |0.007 | 0.6

16 12000 | 1200 | 0.04 | 1.2 |10000| 1000 | 0.03 1 9200 | 800 | 0.02 | 0.8 | 7500 | 680 |0.007 | 0.6

18 10000 | 1000 | 0.03 | 1.2 | 9200 | 820 | 0.02 1 8500 | 740 | 0.01 0.8 | 6000 | 640 | 0.005| 0.6

20 10000| 800 | 0.03 | 1.2 | 9200 | 760 | 0.02 1 8500 | 680 | 0.01 0.8 | 6000 | 520 |0.005| 0.6

8 16000 | 2000 | 0.08 | 1.5 |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 | 1.25 | 9600 | 1200 | 0.04 1 7500 | 960 | 0.02 | 0.75

25 16 12000 | 1400 | 0.06 | 1.5 |10000| 1200 | 0.05 | 1.25 | 8500 | 1000 | 0.02 1 7000 | 800 | 0.01 | 0.75
20 10000| 1200 | 0.06 | 1.5 | 8200 | 1000 | 0.05 | 1.25 | 7500 | 1000 | 0.02 1 5000 | 800 | 0.01 | 0.75

25 8000 | 1000 | 0.05 | 1.5 | 7000 | 800 | 0.03 | 1.25 | 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 | 1.2 | 8000 | 1.2 | 0.05 | 0.9

12 14000 | 1800 | 0.1 1.8 |12000| 1600 | 0.08 | 1.5 | 9200 | 1400 | 0.06 | 1.2 | 7200 | 1000 | 0.04 | 0.9

3 16 12000| 1600 | 0.08 | 1.8 |10000| 1400 | 0.07 | 1.5 | 8500 | 1200 | 0.05 | 1.2 | 6500 | 800 | 0.03 | 0.9
20 10000| 1600 | 0.08 | 1.8 | 9000 | 1400 | 0.07 | 1.5 | 7800 | 1200 | 0.04 | 1.2 | 5800 | 800 | 0.02 | 0.9

25 9000 | 1400 | 0.07 | 1.8 | 8200 | 1200 | 0.06 | 1.5 | 7000 | 1000 | 0.03 | 1.2 | 5000 | 720 | 0.01 0.9

30 8000 | 1400 | 0.05 | 1.8 | 7000 | 1200 | 0.03 | 1.5 | 6500 | 1000 | 0.02 | 1.2 | 4500 | 650 |0.007 | 0.9

12 12000 | 2000 | 0.2 2.5 | 9500 | 2000 | 0.15 2 8000 | 1600 | 0.08 | 1.6 | 7000 | 1000 | 0.06 | 1.2

4 16 10000| 2000 | 0.15 | 2.5 | 8000 | 1800 | 0.1 2 7000 | 1400 | 0.06 | 1.6 | 6000 | 1200 | 0.05 | 1.2
20 8500 | 1800 | 0.12 | 2.5 | 7000 | 1600 | 0.08 2 6500 | 1200 | 0.05 | 1.6 | 5500 | 1000 | 0.04 | 1.2

25 8000 | 1600 | 0.1 2.5 | 6000 | 1400 | 0.07 2 5200 | 1200 | 0.04 | 1.6 | 4500 | 1000 | 0.03 | 1.2
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Milling Series / S E.'g -
65 B R5 k exian
1JHIZ=%3E Miling Parameters Recommendation

ATIRBET]
4 Flute Long Neck Square End Mill

WL EIR R . g2 -hildﬁ JREN R AR TEN
f . Carbon St¢ Quenched&Tempered Steel Hardened Steel Hardened Steel Tool Steel
WOrkpleCe Materlal S50C * NAKSS * NAK80 * HPM-1(~43HRC) HPM-38 - STAVAX * SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)
B

0’
Cutter Dia.

30 6800 | 1400 | 0.08 | 2.5 | 4800 | 1000 | 0.05 2 4200 | 850 | 0.03 | 1.6 | 3500 | 620 | 0.02 | 1.2
4 35 5500 | 1000 | 0.07 | 2.5 | 4200 | 880 | 0.04 2 3800 | 720 | 0.02 | 1.6 | 3000 | 550 | 0.01 1.2
40 4000 | 860 | 0.05 | 2.5 | 3600 | 720 | 0.03 2 3000 | 600 | 0.01 1.6 | 2500 | 400 |0.007 | 1.2

3000 | 1000 | 0.08
2500 | 700 | 0.05

2500 | 800 | 0.03 | 2.4 | 2000 | 550 | 0.02 | 1.8
2000 | 500 | 0.02 | 2.4 | 1500 | 380 | 0.01 1.8

16 10000 | 2000 | 0.2 3 7000 | 1800 | 0.12 2.5 | 5500 | 1600 | 0.08 2 4500 | 1000 | 0.06 1.5
25 8000 | 1600 | 0.15 3 5800 | 1400 | 0.07 2.5 | 4200 | 1200 | 0.05 2 3000 | 800 | 0.03 1.5
. 85 6000 | 1200 | 0.1 & 4200 | 900 | 0.05 2.5 | 3500 | 800 | 0.03 2 2500 | 600 | 0.02 1.5
50 3500 | 750 | 0.07 3 2800 | 620 | 0.03 2.5 | 2500 | 500 | 0.02 2 1500 | 350 | 0.01 1.5
20 8000 | 2000 | 0.25 4 6500 | 1600 | 0.18 4500 | 1400 | 0.08 2.4 | 3500 | 920 | 0.06 1.8
30 7000 | 1600 | 0.2 4
6 4
4

3

4500 | 1200 | 0.12 3 3500 | 1000 | 0.06 | 2.4 | 2500 | 660 | 0.04 | 1.8
3
3

XAYEIBSHESEE,, HETLFNIN TR REBNRSRE,

XYPDAENapRREFEHTIARE, aeXRERHTBNTIARE,

XD TAENENEY , HEEFERRERER

XZUA B B/ R E AR RIS (1R} ) #HTTEIMT .

XL (BREE) /D (71#&) BidsfEr, BB NHaHAERERERIS0%UT, IAE: aclAEE30%IUAT,
XETIHISEEIRMGE, BUASE: apRIELEEIRENS0%UT , HEERTIE

XERERDE, BEIEEHMHHARERARLAIRE, B, EMERRERNEIERERE,

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

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

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

¥ 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.

¥ Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine
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K&5tian

Milling Series
65 =Y
67JJEF8ETJ] 6 Flute Straight Shank Square End Mill

L |
/ ¢d ‘
[ I
D | )
22| m 7 | w Z T Z nH | iR | EAMREE
Coat?ng Slotting ) Side Milling I/ Face Milling AI Flute Helix Angle | Workpiece HRC
NZE: d=h5 Tolerance
5 07003 Tisi o o 6 50° HRC=<65
#WHIEI#E Cutting Materials O3E#iE4& Very Suitable O iE& Suitable
BHEN aen BER B | Hardoedbee | RBW | #A® | @8 m | wE| mR | mEa
Csatrebeclm Alloy Steel T(?rrl:sgfgggtéel Cast Iron <5Shre | >55hrc Stsatlgtleelss Tltgng\:/m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @ @ © O ©

Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length
65.0600.1560.6F 15 60
65.0600.2570.6F 6 25 6 70
65.0800.2075.6F 20 75
65.0800.3590.6F g 85) & 90
65.1000.2580.6F 25 80
65.1000.45100.6F 10 45 10 100
65.1200.30100.6F 30 100
65.1200.55120.6F L 65) e 120
65.1600.40110.6F 40 110
65.1600.65135.6F 16 65 16 135
65.2000.45125.6F 45 125
65.2000.75155.6F A 75 AL 155
65.2500.50140.6F 50 140
65.2500.90180.6F 25 90 25 180
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. . / Kl 2Z
Mill S -
65 - Ké&5tian

P1H)Z#ZE Miling Parameters Recommendation

67 BRI
6 Flute Straight Shank Square End Mill

A EI 7 R 7‘?&(5&] | . i%%‘f‘llﬂ TEN
- - Hardened St El Steel SKD11 Tool Steel SKH
Workplece Materlal HPM-38 * STaAV;iXe' SKBZl (~55HRC) . GI?SGZHGRE) oo"’GStﬁ?C)
M55 ks M55
. T 1< Side Milling Side Milling Slottlng Side MlIIlng
UAkES

Feeding Rate Feeding Rate Feeding Rate Feedlng Rate Feedlng Rate Feeding Rate
mm/min mm/min mm/min mm/min mm/min mm/min

10 7600 1600 6800 900 6200 1200 5600 600 5300 800 4800 350

5 15 6800 1400 6000 600 5600 1000 5000 400 4800 600 4200 200
12 6400 1800 5800 950 5300 1200 4800 600 4600 800 4200 350

6 18 5800 1600 5000 600 4800 1000 4200 400 4200 600 3600 200
16 4800 2000 4300 1000 4000 1400 3600 700 3400 1000 3000 400

8 24 4300 1800 3800 700 3600 1200 3200 500 3000 800 2700 250
20 3800 2000 3400 1000 3200 1600 2800 800 2600 1000 2300 500

10 30 3400 1800 3000 800 2800 1400 2500 600 2300 800 2000 300
24 3200 2000 2800 1000 2600 1600 2300 800 2200 1000 2000 500

12 36 2800 1800 2500 800 2300 1400 2000 600 2000 800 1800 300
32 2400 2000 2000 1000 1800 1600 1600 800 1500 1000 1400 500

16 48 2400 1800 2000 800 1800 1600 1600 600 1500 800 1400 300
40 1500 1000 1500 1000 1200 1000 1000 800 800 1000 800 500

20 60 1500 1000 1500 1000 1200 1000 1000 800 800 1000 800 500

LRI ERHETE Ap and Ae recommendation

M5 Fri& ks PAR] i FFiE
Side Milling Slotting Side Milling Slotting Side Milling Slotting
1.5D D * 1.5D D * 1.5D D *
|<—>| 0.03D |<—>| 0.02D |<—>| 0.01D
0.03D 0.02D 0.02D

XA . REBERNESBEENTR.

XYIAE . NIHRIEARR, FHEEAE, EHEEE,

XIEIRIARE LA BB R AEE ,

XIEFERRSIHHE .

% 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.

X Adjust both spindle speed and feed at the same rate.
% Use oilmist coolant or air blow.
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/) FI3Z -
k e ): I an 65 'Ii_\;égﬂ?%syfznes

271/INR24ZT][E £ T] 2 Flute Micro Radius End Mill

L |
R / ¢d
\ Y 15 |
L]
D BN i
Ty a——— | e |Z| et Z m Z nE | BiRs | EaMuEE
D<3 00015 Coating | Slotting Z | side Milling Ié Face MiIIing_-Al Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — — .
R £0.005 Tisi o o o 2 30 HRC<65

#WHIEI#EL Cutting Materials O3E#iE4& Very Suitable O iE& Suitable

HER aem BES | B% | dodoee | AB® | %AS | Bae | @ | wWE | B | mEa
Csatrebeclm Alloy Steel Tgrrl:sgfgggtéel Cast Iron <55hre | >55hre Stsatigtlaelss Titgn(i)t\:/m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) (@) (@) @) o
i8S M (D) B (R) 7K (1) w2 (d) 2 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
65.01.02.002.2R 0.1 R0.02 0.2 4 45
65.015.03.003.2R 0.15 R0.03 0.3 4 45
65.02.04.003.2R 0.2 R0.03 0.4 4 45
65.03.06.005.2R 0.3 R0.05 0.6 4 45
65.04.08.005.2R 0.4 R0.05 0.8 4 45
65.04.08.010.2R 0.4 RO.1 0.8 4 45
65.05.10.005.2R 0.5 R0.05 1 4 45
65.05.10.010.2R 0.5 RO.1 1 4 45
65.06.12.005.2R 0.6 R0.05 1.2 4 45
65.06.12.010.2R 0.6 RO.1 1.2 4 45
65.07.14.005.2R 0.7 R0.05 14 4 45
65.07.14.010.2R 0.7 RO.1 1.4 4 45
65.08.16.005.2R 0.8 R0.05 1.6 4 45
65.08.16.010.2R 0.8 RO.1 1.6 4 45
65.09.18.005.2R 0.9 R0.05 1.8 4 45
65.09.18.010.2R 0.9 RO.1 1.8 4 45
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Milling Series / & gz -
65 e k exXxian
ATJERZ[RIE7T] 4 Flute Reduced Neck Radius End Mill

L |
R / ¢d
\ Y 15° |
K]
D o= i
RE ) 7/, 7 i E A
D<3 00015 Coating Slotting A Side Milling L& Face Milling _Z% ute elix Angle | Workpiece
3<D<20 0,-0.02 s N N °
R +0.005 Tisi O © © 4 30 HRC<65

WHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

B A WEE | BB | radoedee | RH@W | #A | #A @ | mE | B | mRAT
C&;bélm Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsa!ggéz?ss Titzn(i)t;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O (@) (@) @) (@) (@)
IS 7]42 (D) Ef (R) 7 (1) w2 (d) 21 (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length

65.010.030.005.4R R0.05 50
65.010.030.010.4R 1 RO.1 3 4 50
65.010.030.020.4R R0O.2 50
65.010.030.030.4R R0.3 50
65.015.045.005.4R R0.05 50
65.015.045.010.4R 15 RO.1 45 4 50
65.015.045.020.4R R0O.2 50
65.015.045.030.4R RO.3 50
65.020.060.005.4R R0.05 50
65.020.060.010.4R RO.1 50
65.020.060.020.4R 2 R0O.2 6 4 50
65.020.060.030.4R R0.3 50
65.020.060.050.4R R0.5 50
65.030.090.005.4R R0.05 50
65.030.090.010.4R RO.1 50
65.030.090.020.4R R0O.2 50
65.030.090.030.4R 3 RO.3 9 4 50
65.030.090.050.4R RO.5 50
65.030.090.100.4R R1 50
65.030.090.005.4R-6 R0.05 50
65.030.090.010.4R-6 RO.1 50
65.030.090.020.4R-6 R0O.2 50
65.030.090.030.4R-6 3 RO.3 9 6 50
65.030.090.050.4R-6 R0O.5 50
65.030.090.100.4R-6 R1 50
65.040.080.010.4R-6 RO.1 50
65.040.080.020.4R-6 R0O.2 50
65.040.080.030.4R-6 4 R0.3 8 6 50
65.040.080.050.4R-6 R0.5 50
65.040.080.100.4R-6 R1 50
65.050.100.010.4R-6 RO.1 50
65.050.100.020.4R-6 R0O.2 50
65.050.100.030.4R-6 5 R0O.3 10 6 50
65.050.100.050.4R-6 RO.5 50
65.050.100.100.4R-6 R1 50
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/s FI3Z -
k e ): | a n 65 'i\;ltlllglﬂ?% S;Urles

1JHIE2#(ZE Miling Parameters Recommendation

27] | ATIERERE]T]
2 Flute /4 Flute Reduced Neck Radius End Mill

LN EI R 7‘?%‘%@ | . ﬁdk%li@ Ilﬂf‘lﬂ
: . Hardened St Hardened Steel SKD11 Tool Steel SKH
Workpiece Material HPM-38 + STaAv:xe' SKEeGl (~55HRC) . e(SGZH;i) O(C:ssfi:c)
55 & s
Side Milling i Side Milling Slotting
iR

e e e A
Cutter Dia. X X koo Li=g -0
HE 3 HE 3 =
Feeding Rate Feeding Rate Feeding Rate
mm/min mm/min in- mm/min

10000 1000 8000 580 8000 700 7500 500 7000 560 6000 280

3

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
6

8

6400 1800 5800 950 5300 1200 4800 600 4600 800 4200 350
4800 2000 4300 1000 4000 1400 3600 700 3400 1,000 3000 400
10 3800 2000 3400 1000 3200 1600 2800 800 2600 1,000 2300 500
12 3200 2000 2800 1000 2600 1600 2300 800 2200 1,000 2000 500

YIRS Ap and Ae recommendation

i FFiE ks PaAR] M5 FFiE
Side Milling Slotting Side Milling Slotting Side Milling Slotting
1.5D D * 1.5D D * 1.5D D *
|<—>| 0.02D |<—>| 0.01D |<—>| 0.01D
0.03D 0.02D 0.02D

XA . REBERRIESEENTm.

XYIAE . HHRIMEARRE, REERE. SHEEFEE,

XIERAE LA AR RTIHAEE ,

XIEFERRSHE

¥ 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.
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. . /s ®l 3%
Milling S P
65 =" Xian

L |
R ! ¢d ‘
[ T I
@0 [+ ! j
T ——— e | s Z s IZ & Z nE | wiEe | saunEE
D=3 0.-0.015 Coating Slotting MI Side Milling @ Face MiIIing_-A| Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . N N o
R 0.005 Tisi o © © 4 30 HRC<65

WHNEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

Bz ae9 WES | B | Hodonduee | TEM | %AS | @A @ | WK | BB | wEA
C;t;bél’ n Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsat'SLTSS Tltzm)t;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
@] O O @] @] © O @] @]
7% (D) Ef (R) TE (1) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
65.040.08.01.050.4R RO.1 50
65.040.08.02.050.4R R0.2 50
65.040.08.03.050.4R 4 R0.3 8 4 50
65.040.08.05.050.4R R0.5 50
65.040.08.10.050.4R R1 50
65.060.12.01.050.4R 50
65.060.12.01.060.4R 60
65.060.12.01.075.4R 6 RO 12 6 75
65.060.12.01.100.4R 100
65.060.12.02.050.4R 50
65.060.12.02.060.4R 60
65.060.12.02.075.4R 6 R0:2 12 6 75
65.060.12.02.100.4R 100
65.060.12.03.050.4R 50
65.060.12.03.060.4R 60
65.060.12.03.075.4R 6 BUS 12 6 75
65.060.12.03.100.4R 100
65.060.12.05.050.4R 50
65.060.12.05.060.4R 60
65.060.12.05.075.4R 6 R05 12 6 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 6 R1 12 6 75
65.060.12.10.100.4R 100
65.080.16.01.060.4R 60
65.080.16.01.075.4R 75
65.080.16.01.100.4R 8 RO.1 6 8 100
65.080.16.01.150.4R 150
65.080.16.02.060.4R 60
65.080.16.02.075.4R 75
65.080.16.02.100.4R 8 U 16 8 100
65.080.16.02.150.4R 150
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/) FI3Z -
k e ): | an 65 gégﬂ?%s%nes

AT]EWE[RIET] 4 Fiute Straight Shank Radius End Mill

L |
R / ¢d ‘
[ | I
0| I j
RE 7/ 7/ ) T EAME
NZE: d=h5 Tolerance Fh ;HE’ IZ' @Ufﬁ’ﬁ . IZ e o Z Fjlj? Hﬂ%ﬁﬁAﬁl VJV_:;(MﬂﬁE;I%c
D=3 0.-0.015 Coating Slotting 4 Side Milling L& Face Milling 24 ute elix Angle orkpiece
3<D<20 0,-0.02 — : . .
R 0.005 Tisi o © © 4 30 HRC<65

WAIEIFE Cutting Materials ©3E#3&& Very Suitable O i&#& Suitable

B 2o WERM | W% | Hodomdbeel | KB | HAS | SA® | @ | WE | &R | =R
C;trebeclm Alloy Steel Tgxsgfgggtéel Cast Iron <55hrc | >55hre Stsatlgtlaelss Tltﬁng;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O @] O @) @) © @) o
7 (D) I (1) W (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
65.080.16.03.060.4R 60
65.080.16.03.075.4R 8 RO.3 16 8 75
65.080.16.03.100.4R 100
65.080.16.03.150.4R 150
65.080.16.05.060.4R 60
65.080.16.05.075.4R 8 RO.5 16 8 75
65.080.16.05.100.4R 100
65.080.16.05.150.4R 150
65.080.16.10.060.4R 60
65.080.16.10.075.4R 8 R1 16 8 75
65.080.16.10.100.4R 100
65.080.16.10.150.4R 150
65.080.16.20.060.4R 60
65.080.16.20.075.4R 8 R2 16 8 5
65.080.16.20.100.4R 100
65.080.16.20.150.4R 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 RO.2 20 10 100
65.100.20.02.150.4R 150
65.100.20.03.075.4R 75
65.100.20.03.100.4R 10 R0.3 20 10 100
65.100.20.03.150.4R 150
65.100.20.05.075.4R {75,
65.100.20.05.100.4R 10 R0.5 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 R2 20 10 75
65.100.20.20.100.4R 100
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Milling Series /7 & JZ .
65 B k exXxian
AT]JEHE[EIET] 4 Fiute Straight Shank Radius End Mill

L \
R / ¢d ‘
[ N
@0 | j
Ay dhE Tolerance ne | FE | ws Z s Z nH | Wi | ESMREE
D<3 00015 Coating | Slotting i Side Milling Ié Face Milling_-/Al Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . N o
R 0.005 Tisi o o © 4 30 HRC<65

WHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

Bz ae9 WES | B | odonduee | TEM | %AS | @A @ | W | BB | mEA
C&;bél’ n Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsat'SLTSS Tltzng;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O @] O @] (@] © @ @] ©
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
65.100.20.20.150.4R 10 R2 20 10 150
65.120.24.01.075.4R 7%
65.120.24.01.100.4R 12 RO.1 24 12 100
65.120.24.01.150.4R 150
65.120.24.02.075.4R 75
65.120.24.02.100.4R 12 R0.2 24 12 100
65.120.24.02.150.4R 150
65.120.24.03.075.4R 75
65.120.24.03.100.4R 12 R0.3 24 12 100
65.120.24.03.150.4R 150
65.120.24.05.075.4R 75
65.120.24.05.100.4R 12 R0.5 24 12 100
65.120.24.05.150.4R 150
65.120.24.10.075.4R 75
65.120.24.10.100.4R 12 R1 24 12 100
65.120.24.10.150.4R 150
65.120.24.20.075.4R 75
65.120.24.20.100.4R 12 R2 24 12 100
65.120.24.20.150.4R 150
65.160.32.05.100.4R 16 RO5 32 16 100
65.160.32.05.150.4R 150
65.160.32.10.100.4R 16 R 32 16 100
65.160.32.10.150.4R 150
65.160.32.20.100.4R 16 R2 32 16 100
65.160.32.20.150.4R 150
65.160.32.30.100.4R 16 R3 32 16 100
65.160.32.30.150.4R 150
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/ FI3Z -
k e ): I an 65 gélgﬂ?%s;unes

11H)Z2#ZE Miling Parameters Recommendation

ATJEREEZ]T]
4 Flute Straight Shank Radius End Mill

IR R R = 8 N TENER
: . Carbon Steel Alloy Steel Quenched&Tempered Steel Hardened Steel
Workplece Material S50C SCM -« SKD * SUS HPM * NAK HPM-38 * STAVAX * SKD61 (~55HRC)
TIHIE 60 ~80m/min 50 ~ 70m/min 30 ~50m/min 20 ~ 30m/min
3 prics)
7z ] %r‘ : J_r“ 2 ;EE* 3 =
Cutter Dia. Feeding Rate Feeding Rate Feeding Rate Feeding Rate
i mm/min in- mm/min in- mm/min in- mm/min
6 4300 780 3200 580 2200 380 1100 160
8 3200 780 2400 580 1600 380 800 160
10 2600 780 1900 580 1300 380 650 160
12 2100 780 1600 580 1100 380 530 160

TIRIIERHETE Ap and Ae recommendation

0 FRRE M55
Side Milling Side Milling
1.5D 1D

0.1D 0.05D
- — ] -—

XIEREIN TEOMRAREHEERE

XAB AL RH LA R EIEFE{E30 ~ 50%,

XERIFEA, BRERLGIRARHERE, PEIIAS,
X Adjust feed according to inclined angle.

XWhen corner machining, reduce the feed by approximately 50% ~ 30%.
X Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient.
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P / FI3Z
65 ..~ Ké&stion

2758 EE7T] 2 Flute Long Neck Radius End Mill

|
R 4l d
NIT =
@D N -
@d1

A dhE Toleranee e | e Z st 7 | ms V| ms | mws | sensEs
D=3 0-0015 Coating Slotting ZI Side Milling i Face Milling_-A| Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 e N N °

R 0,005 Tisi o © © 2 30 HRC<65

WHNEIEA%E; Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

B aenm BEW B | Hodoreeel | FEW | Hes | 88 @ |mE | BE | maas
C;t;bél’ [ Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hre Stsa!ggéz?ss Titzn(i)t;lm Alumllg;um Copper | Resin | Graphite Super Alloy
e e O e () (¢) () () (¢)
7% (D) gk (1) | DK () | B=g (d1) 24 (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
65.02.006.003.2LR 0.6 45
65.02.008.003.2LR 0.8 45
65.02.010.003.2LR 1 45
65.02.012.003.2LR 0-2 RO.03 1.2 0.16 0.1 4 a5
65.02.015.003.2LR 15 45
65.02.020.003.2LR 2 a5
65.03.008.005.2LR 0.8 45
65.03.010.005.2LR 1 45
65.03.012.005.2LR 1.2 45
65.03.015.005.2LR 03 RO.05 15 0.24 0.28 4 a5
65.03.020.005.2LR 2 45
65.03.025.005.2LR 25 45
65.03.030.005.2LR 3 45
65.04.010.005.2LR 1 45
65.04.015.005.2LR 15 a5
65.04.020.005.2LR 2 45
65.04.025.005.2LR 2.5 45
65.04.030.005.2LR 04 RO.05 3 0.32 0.37 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
65.05.020.005.2LR 2 45
65.05.030.005.2LR 3 45
65.05.040.005.2LR 4 45
65.05.060.005.2LR 05 RO.05 6 04 0.46 4 45
65.05.080.005.2LR 8 45
65.05.100.005.2LR 10 50
65.05.015.010.2LR 15 45
65.05.020.010.2LR 2 45
65.05.030.010.2LR 3 45
65.05.040.010.2LR 05 RO 4 04 0.46 4 45
65.05.060.010.2LR 6 45
65.05.080.010.2LR 8 45
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L |
R Al &d
\‘:ﬂ“ 15
@D N
¢d1

NZE: d=h5 Tolerance ﬁi FriE Z % 7 mik Z T 12 EAMEEE
D<3 0,-0.015 Coating Slotting “ Side Milling |4 Face Milling A. Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 s P . o

R £0.005 Tisi © ) o 2 30 HRC<65

WAIEIFE Cutting Materials ©3E#3&& Very Suitable O i&#& Suitable

B 2em WEM | HE% | Hodondbeel | KB | HAS | SA® | @ | WE | AR | =R
C;trebeclm Alloy Steel Tgxsgfgggtéel Cast Iron <55hre | >55hrc Stsatlgtlaelss Tltﬁng;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O @] O @) @) © © O
B (R) | ek () [ #x () | eze(a) £k (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length

65.05.100.010.2LR 0.5 RO.1 10 0.4 0.46 4 50
65.06.015.005.2LR 1.5 45
65.06.020.005.2LR 2 45
65.06.040.005.2LR 4 45
65.06.060.005.2LR 0.6 R0.05 6 0.48 0.56 4 45
65.06.080.005.2LR 8 45
65.06.100.005.2LR 10 50
65.06.015.010.2LR 1.5 45
65.06.020.010.2LR 2 45
65.06.040.010.2LR 4 45
65.06.060.010.2LR 0.6 RO-1 6 0.48 0.56 4 45
65.06.080.010.2LR 8 45
65.06.100.010.2LR 10 50
65.08.020.005.2LR 2 45
65.08.030.005.2LR 3 45
65.08.040.005.2LR 4 45
65.08.060.005.2LR 0.8 R0.05 6 0.64 0.76 4 45
65.08.080.005.2LR 8 45
65.08.100.005.2LR 10 50
65.08.120.005.2LR 12 50
65.08.020.010.2LR 2 45
65.08.030.010.2LR & 45
65.08.040.010.2LR 4 45
65.08.060.010.2LR 0.8 RO.1 6 0.64 0.76 4 45
65.08.080.010.2LR 8 45
65.08.100.010.2LR 10 50
65.08.120.010.2LR 12 50
65.08.020.020.2LR 2 45
65.08.030.020.2LR 3 45
65.08.040.020.2LR 4 45
65.08.060.020.2LR 0.8 R0O.2 6 0.64 0.76 4 45
65.08.080.020.2LR 8 45
65.08.100.020.2LR 10 50
65.08.120.020.2LR 12 50
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27) R BEET]
2 Flute Long Neck Radius End Mill

BAIBIMR Quenched&T i’aﬁﬁ? IHPM * NAK H ;? d Steel H ;? d Steel TIIE&%RII
. : uenches emperes ee . ardene eel ardene eel 00| eel
Workpiece Material (~42HRC) HPM-38 + STAVAX * SKD61 (~55HRC) SKD11 + PD613 (~62HRC) SKH (~65HRC)
=R | #a | TR = | ®BR | #e | IR = | ®BiR | #e | IR = | ®BR | #e | R

0.5 |30000| 240 |0.005| 0.05 |30000| 200 |0.003 | 0.04 |30000| 160 |0.003 | 0.02 {30000 120 |0.003 | 0.01

1 |30000| 180 |0.005| 0.05 |[30000| 150 |0.003 | 0.04 |30000| 120 |0.002 | 0.02 [30000| 80 |0.002| 0.01
1.5 |30000| 120 |0.004 | 0.05 [30000| 100 |0.002 | 0.04 |30000| 80 |0.002 | 0.02 |30000| 60 |0.001| 0.01
2 |30000| 70 |0.003| 0.05 |[30000| 50 |0.002 | 0.04 |30000| 40 |0.001 | 0.02 [30000| 30 |0.001| 0.01
0.2 0.5 |30000| 240 | 0.01 | 0.05 |30000| 200 |0.003 | 0.04 |30000, 160 |0.003 | 0.02 [30000| 120 |0.003 | 0.01
1 |30000| 180 |0.007 | 0.05 |[30000| 150 |0.003 | 0.04 |30000| 120 |0.003 | 0.02 [30000| 80 |0.003 | 0.01
1.5 |30000| 120 |0.005| 0.05 [30000| 100 |0.002 | 0.04 |30000| 80 |0.002 | 0.02 |30000| 60 |0.002| 0.01
2 |30000| 70 |0.003| 0.05 |[30000| 50 |0.002 | 0.04 |30000| 40 |0.002 | 0.02 |[30000| 30 |0.002 | 0.01
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
1.5 |30000| 240 | 0.01 0.1 |30000| 200 |0.003 | 0.08 |30000| 160 |0.003 | 0.04 [30000| 120 |0.003 | 0.03
0.02 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
2.5 |30000| 150 |0.005| 0.1 |25000| 100 |0.002 | 0.08 [25000| 80 |0.002 | 0.04 |20000| 60 |0.002| 0.03
3 |30000f 70 |0.004| 0.1 |25000| 50 |0.002 | 0.08 [25000| 40 |0.002 | 0.04 |20000| 30 |0.002| 0.03
0.3 1 |30000| 350 | 0.02 | 0.1 |30000| 300 |0.003 | 0.08 |30000| 250 |0.003 | 0.04 [30000| 200 |0.003 | 0.03
1.5 |30000| 240 |0.015| 0.1 |30000| 200 |0.003 | 0.08 |30000| 160 |0.003 | 0.04 [30000| 120 |0.003 | 0.03
0.05 | 2 |30000| 180 | 0.01 0.1 |30000| 150 |0.003 | 0.08 |30000| 120 |0.003 | 0.04 [25000| 100 |0.003 | 0.03
2.5 |30000| 150 |0.007| 0.1 |25000| 100 |0.002 | 0.08 [25000| 80 |0.002 | 0.04 |20000| 60 |0.002| 0.03
3 |30000f 70 |0.005| 0.1 |25000| 50 |0.002 | 0.08 [25000| 40 |0.002 | 0.04 |20000| 30 |0.002| 0.03
1 ]30000| 450 |0.015| 0.12 [30000| 400 |0.005| 0.1 |28000| 350 |0.005 | 0.05 [25000| 300 |0.004 | 0.04
1.5 |30000| 400 |0.012| 0.12 |30000| 350 |0.005| 0.1 |28000| 300 |0.005 | 0.05 |25000| 260 |0.004 | 0.04
0.02 2 |30000| 360 | 0.01 | 0.12 |30000| 300 |0.005| 0.1 [25000| 250 |0.005 | 0.05 |25000| 220 |0.003 | 0.04
2.5 |30000| 340 |0.008| 0.12 |28000| 280 |0.004 | 0.1 [25000| 240 |0.004 | 0.05 |20000| 180 | 0.003 | 0.04
3 |30000| 320 |0.008| 0.12 |25000| 250 |0.004 | 0.1 |23000| 220 |0.003 | 0.05 |18000| 160 |0.002 | 0.04
30000| 250 [0.006 | 0.12 [25000| 200 |0.003 | 0.1 |20000| 160 |0.002 | 0.05 [18000| 120 |0.002 | 0.04
0.4 1 |30000| 450 |0.025| 0.12 [30000| 400 |0.005| 0.1 |28000| 350 |0.005 | 0.05 [25000| 300 |0.005| 0.04
1.5 |30000| 400 |0.022| 0.12 |30000| 350 [0.005| 0.1 |28000| 300 |0.005 | 0.05 |25000| 260 |0.005| 0.04
0.05 | 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
0.1 | 25 |30000| 340 |0.015| 0.12 |28000| 280 |0.004 | 0.1 [25000| 240 |0.004 | 0.05 |20000| 180 | 0.004 | 0.04

0.02

0.05

3 |30000| 320 |0.015| 0.12 |25000| 250 |0.004 | 0.1 [23000| 220 |0.003 | 0.05 |18000| 160 | 0.003 | 0.04
4 |30000| 250 | 0.01 | 0.12 |25000| 200 |0.003 | 0.1 [20000| 160 |0.002 | 0.05 |18000| 120 |0.002 | 0.04
1 |30000| 600 |0.016| 0.14 [25000| 500 |0.008 | 0.15 |23000| 450 |0.006 | 0.1 [20000| 400 |0.004 | 0.08
2 |30000| 500 |0.014| 0.14 |25000| 420 |0.007 | 0.15 [23000| 360 |0.005 | 0.1 |20000| 300 |0.003 | 0.08
0.02 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
4 |25000| 380 | 0.01 | 0.14 |25000| 300 |0.004 | 0.15 [23000| 240 |0.002 | 0.1 |20000| 180 |0.002 | 0.08
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
6 |25000| 250 |0.004| 0.14 |20000| 160 |0.002 | 0.15 [18000| 100 |0.001 | 0.1 |16000| 70 |0.001 | 0.08
0.5 1 ]30000| 600 | 0.03 | 0.14 [25000| 500 | 0.01 | 0.15 |23000| 450 |0.007 | 0.1 [20000| 400 |0.005| 0.08
2 |30000| 500 |0.025| 0.14 |25000| 420 | 0.01 | 0.15 |23000| 360 |0.007 | 0.1 |20000| 300 |0.005| 0.08
0.05 3 |30000| 420 | 0.02 | 0.14 |25000| 350 |0.008 | 0.15 [23000| 320 |0.005 | 0.1 |20000| 280 |0.003 | 0.08
01 4 125000| 380 |0.015| 0.14 |25000| 300 |0.005 | 0.15 [23000| 240 |0.003 | 0.1 |20000| 180 |0.002 | 0.08
5 |25000| 300 | 0.01 | 0.14 |20000| 200 |0.004 | 0.15 |18000| 150 |0.003 | 0.1 |16000| 100 |0.002| 0.08
6 |25000| 250 |0.008| 0.14 |20000| 160 |0.003 | 0.15 [18000| 100 |0.002 | 0.1 |16000| 70 |0.001 | 0.08
2 |30000| 600 |0.016| 0.2 |25000| 500 |0.012 | 0.2 |23000| 400 |0.006 | 0.15 |20000| 320 |0.004 | 0.1
06 | 0.02 4 125000| 450 |0.012| 0.2 |23000| 400 |0.007 | 0.2 |20000| 300 |0.004 | 0.15 |[18000| 200 |0.003 | 0.1
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RSN 7 7 TEW
iece Material QuenChEd&Te"(‘f:zr;igeEI e HPM-38 + :TZXSZ;QF sséﬁesll (~55HRC) SKolqa-rdPer?gfas(lf;HRc) SKLOF'[GS;ETRIC]
&R | e | R = &R | e | R = &R | e | R = I
0.02 8 |18000| 200 |0.006| 0.2 |16000| 150 [0.003 | 0.2 |14000| 100 |0.001 | 0.15 |10000| 80 |0.001| 0.1
10 |16000| 120 |0.003| 0.2 |14000| 100 |0.001 | 0.2 |12000| 80 |0.001 | 0.15 | 8000 | 50 |0.001| 0.1
0.6 2 |30000| 600 |0.035| 0.2 |25000| 500 | 0.02 | 0.2 |23000| 400 | 0.01 | 0.15 |20000| 320 |0.007 | 0.1
0.05 4 |25000| 450 |0.025| 0.2 |23000| 400 {0.015| 0.2 |20000| 300 |0.007 | 0.15 [18000| 200 | 0.005| 0.1
01 6 |23000| 300 |0.015| 0.2 |20000| 200 |0.008 | 0.2 |18000| 150 |0.005 | 0.15 |12000| 100 |0.003 | 0.1
8 |18000| 200 | 0.01 0.2 |16000| 150 |0.005 | 0.2 |14000| 100 |0.002 | 0.15 [10000| 80 |0.001| 0.1
10 |16000| 120 |0.005| 0.2 |14000 100 |0.002 | 0.2 |[12000| 80 |0.001 | 0.15 | 8000 | 50 |0.001| 0.1
2 |30000| 900 |0.016| 0.25 |25000| 700 |0.012 | 0.25 |23000| 600 |0.006 | 0.15 |20000| 450 |0.003| 0.12
0.02 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
0.7 6 |25000| 500 |0.008| 0.25 [20000| 350 |0.005 | 0.25 [18000| 250 |0.003 | 0.15 |16000| 200 |0.002 | 0.12
008 2 |30000| 900 | 0.04 | 0.25 |25000| 700 | 0.03 | 0.25 [23000| 600 |0.015 | 0.15 |20000| 450 | 0.01 | 0.12
0.1 4 |28000| 700 | 0.03 | 0.25 |25000| 600 | 0.02 | 0.25 [23000| 500 | 0.01 | 0.15 |20000| 350 |0.007 | 0.12
6 |25000| 500 | 0.02 | 0.25 |20000| 350 | 0.01 | 0.25 |18000| 250 |0.007 | 0.15 |16000| 200 |0.005| 0.12
2 |28000| 1000 |0.016| 0.3 |25000| 800 |0.014 | 0.25 [23000| 700 |0.006 | 0.16 |20000| 500 |0.005| 0.14
0.02 4 128000 900 |0.012| 0.3 |25000| 700 [0.008 | 0.25 [23000| 600 |0.005 | 0.16 |20000| 400 |0.003 | 0.14
6 |23000| 700 |0.009| 0.3 |20000| 550 |0.006 | 0.25 |18000| 450 |0.004 | 0.16 |16000| 320 |0.002 | 0.14
8 |18000| 500 |0.006| 0.3 |16000| 400 |0.003 | 0.25 |14000| 300 |0.002 | 0.16 |12000| 200 |0.002 | 0.14
0.8 2 |28000| 1000 | 0.05 | 0.3 |25000| 800 | 0.03 | 0.25 [23000| 700 | 0.02 | 0.16 |20000| 500 |0.015| 0.14
0.05| 4 |[28000| 900 [0.045| 0.3 |25000| 700 |0.025 | 0.25 |23000| 600 |0.015| 0.16 |20000| 400 | 0.01 | 0.14
0.1 6 |23000| 700 | 0.03 | 0.3 |20000| 550 | 0.02 | 0.25 |18000| 450 | 0.01 | 0.16 |16000| 320 |0.007 | 0.14
0.2 8 |18000| 500 | 0.02 | 0.3 |16000| 400 | 0.01 | 0.25 |14000| 300 |0.005 | 0.16 |12000| 200 |0.005| 0.14
12 |16000| 300 |0.007| 0.3 |14000| 200 |0.005 | 0.25 {12000, 120 |0.003 | 0.16 [10000| 80 |0.001| 0.14
4 |25000| 1100 | 0.05 | 0.3 |25000| 850 | 0.03 | 0.3 |20000| 700 | 0.02 | 0.2 |18000| 600 | 0.01 | 0.15
0.9 01 8 [18000| 500 | 0.03 | 0.3 |16000| 400 | 0.01 0.3 |14000| 350 |[0.008 | 0.2 [10000| 250 |0.005| 0.15

XISHRIBSEFRAI I TROAR R E RIS BB BISRME .

XTIABRapFRRHBAIIARE, aeRnFRFAIIARE

XAETIRIIN TAXERET , HEFERMEILSER .

XAERZABETS 7%, EFERRIERAHE (IRR) T8I

XL (BMIKE) /D (7J42) BI8fEr, BB NHHHARERENS0%IUT , IABRPENI0%UT,
XIETIHISEHIRGREBIIAR . apRELEEREAS0%UT , HEERTIA,

XEERE, BRI HLEERRRIERLA . 54, EMEER RN BIERERR,

X Adjust milling conditions according to milling shape and machine type.

Xap : Axial Depth of Cut, ae : Radial Depth of Cut.

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

¥ Recommend to apply helical or ramping for approaching into axial direction.

X Adjust feed rate 50% lower and cutting depth (ae) 30% lower for milling deep wall area when L/D exceeds 8 for stable milling.
X For slotting, recommend reciprocating milling by adjusting feed & ap in below 50% of recommended milling condition.

% Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
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Milling Series K Al gg P
65 BT Xian
AT)REEET] 4 Flute Long Neck Radius End Mill
L |
R 4
&d
\:,Lr_ s —
®D {\1 i
dd1
AZE: d=h5 Tolerance ﬁi ;H% % 151”%9’6, . IZ [Eik7 - Z T ﬂ?]ﬁﬁ @éﬁﬂﬁg
D=3 00015 Coating | Slotting [l | Side Milling [L<4. | Face Milling 24y |  Flute | Helix Angle | Workpiece HRC
2020 T Tisi o o o 4 30° HRC<65
WHIEIEA%E; Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable
BEN aem AR Be | Hardodee | AEW | %Az | ma @ |mE | BE | ARt
Céatr;b;;n Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsa!ggéz?ss Titzn(i)t;lm Alumllg;um Copper | Resin | Graphite Super Alloy
O O O O (@] (@) © (@] (@)
WE= 714 (D) Ef (R) B (1) 7% (1) Wz (d1) Wz (d) 25 (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.10.030.005.4LR 3 50
65.10.040.005.4LR 4 50
65.10.060.005.4LR 6 50
65.10.080.005.4LR 1 R0.05 8 0.8 0.95 4 50
65.10.100.005.4LR 10 50
65.10.120.005.4LR 12 50
65.10.150.005.4LR 15 50
65.10.030.010.4LR 3 50
65.10.040.010.4LR 4 50
65.10.060.010.4LR 6 50
65.10.080.010.4LR 1 0.1 8 0.8 0.95 4 50
65.10.100.010.4LR 10 50
65.10.120.010.4LR 12 50
65.10.150.010.4LR 15 50
65.10.030.020.4LR 3 50
65.10.040.020.4LR 4 50
65.10.060.020.4LR 6 50
65.10.080.020.4LR 1 R0.2 8 0.8 0.95 4 50
65.10.100.020.4LR 10 50
65.10.120.020.4LR 12 50
65.10.150.020.4LR 15 50
65.10.030.030.4LR 3 50
65.10.040.030.4LR 4 50
65.10.060.030.4LR 6 50
65.10.080.030.4LR 1 R0.3 8 0.8 0.95 4 50
65.10.100.030.4LR 10 50
65.10.120.030.4LR 12 50
65.10.150.030.4LR 15 50
65.15.040.005.4LR 4 50
65.15.060.005.4LR 6 50
65.15.080.005.4LR 8 50
65.15.100.005.4LR 1.5 R0.05 10 1.2 1.43 4 50
65.15.120.005.4LR 12 50
65.15.150.005.4LR 15 50
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L
R /1
&d
S = [
o] g |
dd1

Ty a——— e | e |Z| ek Z m Z mE | BiRs | seMuEE
D<3 00015 Coating | Slotting i Side Milling Ié Face Milling %4, | Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 . N P o

R 0.005 Tisi o © © 4 30 HRC<65

WAIEIFE Cutting Materials ©3E#3&& Very Suitable O i&#& Suitable

B 2em WERM | HE% | Hodondbeel | AU | HAS | SA® | @ | WE | &R | =B
C;trebeclm Alloy Steel Tgxsgfgggtéel Cast Iron <55hre | >55hre Stsatlgtlaelss Tltﬁng;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) @) (@) @) (@)
e 7 (D) Efs (R) | Bz (1) | 2 (1) | @@ (d1) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.15.200.005.4LR 20 60
65.15.250.005.4LR 1.5 R0.05 25 1.2 1.43 4 79
65.15.300.005.4LR 30 75
65.15.040.010.4LR 4 50
65.15.060.010.4LR 6 50
65.15.080.010.4LR 8 50
65.15.100.010.4LR 10 50
65.15.120.010.4LR 1.5 RO.1 12 1.2 1.43 4 50
65.15.150.010.4LR 15 50
65.15.200.010.4LR 20 60
65.15.250.010.4LR 25 75
65.15.300.010.4LR 30 75
65.15.040.020.4LR 4 50
65.15.060.020.4LR 6 50
65.15.080.020.4LR 8 50
65.15.100.020.4LR 10 50
65.15.120.020.4LR 1.5 R0.2 12 1.2 1.43 4 50
65.15.150.020.4LR 15 50
65.15.200.020.4LR 20 60
65.15.250.020.4LR 25 75
65.15.300.020.4LR 30 75
65.15.040.030.4LR 4 50
65.15.060.030.4LR 6 50
65.15.080.030.4LR 8 50
65.15.100.030.4LR 10 50
65.15.120.030.4LR 1.5 R0.3 12 1.2 1.43 4 50
65.15.150.030.4LR 15 50
65.15.200.030.4LR 20 60
65.15.250.030.4LR 25 75
65.15.300.030.4LR 30 75
65.20.060.010.4LR 6 50
65.20.080.010.4LR 8 50
65.20.100.010.4LR 2 R0.1 10 1.6 1.91 4 50
65.20.120.010.4LR 12 50
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Milling Series /T
65 .=

AT)RE[EET] 4 Flute Long Neck Radius End Mill

NZE: d=h5 Tolerance ﬁi ;Hg Z 191“%?% .' Z ik - Z UAES ﬂ;ﬁ@ E‘S‘M’*SI—EEJE
D=3 00015 Coating Slotting Side Milling L£4 | Face Milling %% Flute Helix Angle | Workpiece HRC
2Dz S Tisi o o o 4 30° HRC<65
WHIEIEA%E; Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable
B A BEE | BB | radondee | RH@ | #A | #A @ | mE | BE | mEAT
C;t;bél’ n Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsa!ggéz?ss Titzn(i)t;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O @) (@) @) @) (@)
7 (D) we (1) | 7k () | oeeme (a1) £ (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.20.160.010.4LR 16 50
65.20.200.010.4LR 20 60
65.20.250.010.4LR 9 RO1 25 16 1.91 4 75
65.20.300.010.4LR 30 75
65.20.350.010.4LR 35 75
65.20.400.010.4LR 40 75
65.20.060.020.4LR 6 50
65.20.080.020.4LR 8 50
65.20.100.020.4LR 10 50
65.20.120.020.4LR 12 50
65.20.160.020.4LR 2 RO.2 16 16 1.91 4 50
65.20.200.020.4LR 20 60
65.20.250.020.4LR 25 75
65.20.300.020.4LR 30 75
65.20.350.020.4LR 35 75
65.20.400.020.4LR 40 75
65.20.060.030.4LR 6 50
65.20.080.030.4LR 8 50
65.20.100.030.4LR 10 50
65.20.120.030.4LR 12 50
65.20.160.030.4LR 9 RO.3 16 16 1.91 4 50
65.20.200.030.4LR 20 60
65.20.250.030.4LR 25 75
65.20.300.030.4LR 30 75
65.20.350.030.4LR 35 75
65.20.400.030.4LR 40 75
65.20.060.050.4LR 6 50
65.20.080.050.4LR 8 50
65.20.100.050.4LR 10 50
65.20.120.050.4LR 2 RO5 12 16 1.91 4 50
65.20.160.050.4LR 16 50
65.20.200.050.4LR 20 60
65.20.250.050.4LR 25 75
65.20.300.050.4LR 30 75
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AT)RE[EE7T] 4 Flute Long Neck Radius End Mill
L
R 4
/ &d
\?«r— _—~15°
®D {\I\l i
d1
NZE: d=h5 Tolerance gi ﬂ:g |ZI ﬂﬂﬂiﬁ\i . % [Eikz - Z TE T;Uﬁﬁ Eﬁ*ﬂﬂﬁg
D=3 00015 Coating | Slotting  [L&4ll | Side Milling [L<4 | Face Milling 24| Flute | HelixAngle | Workpiece HRC
202 S Tisi o o o 4 30° HRC<65
WAIEIFE Cutting Materials ©3E#3&& Very Suitable O i&#& Suitable
N TREEEN _ ey
RN aEW i3 RN ek Hardened Steel K%ﬂﬂ %K‘%% BE §a ST A= SRE
C;trebeclm Alloy Steel Tgxsgfgggtéel Cast Iron <55hre | >55hre Stsatlgtlaelss Tltﬁng;m Alumllér;um Copper | Resin | Graphite Super Alloy
) ) 0 ) o [¢) o o ()
TS 7 (D) Ef (R) | &=k (1) | ok () | &=z () | #2 ()
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.20.350.050.4LR 35 75
65.20.400.050 4LR 2 RO.5 40 1.6 1.91 4 75
65.25.080.010.4LR 8 50
65.25.100.010.4LR 10 50
65.25.150.010.4LR 15 50
65.25.200.010.4LR 20 60
65.25.250.010.4LR 25 75
65.25.300.010.4LR 2.5 RO.1 30 2 2.39 4 75
65.25.350.010.4LR 35 75
65.25.400.010.4LR 40 75
65.25.450.010.4LR 45 100
65.25.500.010.4LR 50 100
65.25.080.020.4LR 8 50
65.25.100.020.4LR 10 50
65.25.150.020.4LR 15 50
65.25.200.020.4LR 20 60
65.25.250.020.4LR 25 75
65.25.300.020 4LR 2.5 RO.2 30 2 2.39 4 75
65.25.350.020.4LR 35 75
65.25.400.020.4LR 40 75
65.25.450.020.4LR 45 100
65.25.500.020.4LR 50 100
65.25.080.030.4LR 8 50
65.25.100.030.4LR 10 50
65.25.150.030.4LR 15 50
65.25.200.030.4LR 20 60
65.25.250.030.4LR 25 75
65.25.300.030.4LR 2.5 RO.3 30 2 2.39 4 75
65.25.350.030.4LR 35 75
65.25.400.030.4LR 40 75
65.25.450.030.4LR 45 100
65.25.500.030.4LR 50 100
65.25.080.050.4LR . RO 8 ) 239 4 50
65.25.100.050.4LR 10 50
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AT)RE8[EET] 4 Flute Long Neck Radius End Mill

L
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I 4" @d
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d1

R | a Y V| ms b
NZE: d=h5 Tolerance Fh ;FE él 1J\.|J€;‘*ﬁ . é [i:1E5 n Z Fjlj;ﬁ H!’%ﬁﬁAﬁl V)\TI:IIfZﬂE;:REC
D=3 00015 Coating Slotting A Side Milling £ Face Milling _Z% ute elix Angle orkpiece
3<D<20 0,-0.02 — N § § o
R 0.005 Tisi o © © 4 30 HRC<65

WHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

B aem WERN | B | odondiee | FE® | %AS | @A @ || BR | ERA
Céatr;b;;n Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsat'QLTSS Tltzm)t;lm Alumllg;um Copper | Resin | Graphite Super Alloy
0 o o o o o o o o
7 (D) =g (1) | ok (1) | e=e (a1) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

65.25.150.050.4LR 15 50
65.25.200.050.4LR 20 60
65.25.250.050.4LR 25 75
65.25.300.050.4LR 30 75
65.25.350.050.4LR 25 RO.5 35 2 2.39 4 75
65.25.400.050.4LR 40 75
65.25.450.050.4LR 45 100
65.25.500.050.4LR 50 100
65.30.100.010.4LR 10 50
65.30.160.010.4LR 16 60
65.30.200.010.4LR 20 60
65.30.250.010.4LR 25 75
65.30.300.010.4LR 30 75
65.30.350.010.4LR 3 RO.1 35 24 2.85 6 75
65.30.400.010.4LR 40 75
65.30.450.010.4LR 45 100
65.30.500.010.4LR 50 100
65.30.550.010.4LR 55 100
65.30.600.010.4LR 60 100
65.30.100.020.4LR 10 50
65.30.160.020.4LR 16 60
65.30.200.020.4LR 20 60
65.30.250.020.4LR 25 75
65.30.300.020.4LR 30 75
65.30.350.020.4LR 3 RO.2 35 24 2.85 6 75
65.30.400.020.4LR 40 75
65.30.450.020.4LR 45 100
65.30.500.020.4LR 50 100
65.30.550.020.4LR 55 100
65.30.600.020.4LR 60 100
65.30.100.030.4LR 10 50
65.30.160.030.4LR 16 60
65.30.200.030.4LR 3 RO.3 20 24 2.85 6 60
65.30.250.030.4LR 25 75
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ATIRBAEET] 4 Flute Long Neck Radius End Mil

Ty a——— A | wm é miE |Z e Z mE | miss | EATEE
D=3 0.-0.015 Coating Slotting Side Milling 4 | Face Milling _Z4 Flute Helix Angle | Workpiece HRC
202 S Tisi o o o 4 30° HRC<65
WATEIFAEL Cutting Materials O %3 & Very Suitable O3&& Suitable
. RN _ .
(e aEW AR 75273 Hardened Steel RN RES BEE b5 IRE A% Sy
C;trebeclm Alloy Steel Tgxsgfgggtéel Cast Iron <55hre | >55hre Stsatlgtlaelss Tltﬁng;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) (@) (@) @) (@)
e 7 (D) wg (1) | ok () | @=@(a1) | #2 (d) | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
65.30.300.030.4LR 30 75
65.30.350.030.4LR 35 75
65.30.400.030.4LR 40 75
65.30.450.030.4LR 3 RO.3 45 24 2.85 6 100
65.30.500.030.4LR 50 100
65.30.550.030.4LR 55 100
65.30.600.030.4LR 60 100
65.30.100.050.4LR 10 50
65.30.160.050.4LR 16 60
65.30.200.050.4LR 20 60
65.30.250.050.4LR 25 75
65.30.300.050.4LR 30 75
65.30.350.050.4LR 35 75
65.30.400.050.4LR 3 R0.5 40 24 2.85 6 75
65.30.450.050.4LR 45 100
65.30.500.050.4LR 50 100
65.30.550.050.4LR 55 100
65.30.600.050.4LR 60 100
65.30.100.100.4LR 10 50
65.30.160.100.4LR 16 50
65.30.200.100.4LR 20 60
65.30.250.100.4LR 25 75
65.30.300.100.4LR 30 75
65.30.350.100.4LR 3 R1 35 2.4 2.85 6 75
65.30.400.100.4LR 40 75
65.30.450.100.4LR 45 100
65.30.500.100.4LR 50 100
65.30.550.100.4LR 55 100
65.30.600.100.4LR 60 100
65.40.120.010.4LR 12 60
65.40.160.010.4LR 16 60
65.40.200.010.4LR 4 RO.1 20 3.2 3.8 6 60
65.40.250.010.4LR 25 75
65.40.300.010.4LR 30 75
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Milling Series
65 =

ATREEET] 4 Flute Long Neck Radius End Mill

K
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exion
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@D (

NZE: d=h5 Tolerance ﬁi FHiE Z Mk z E9E Z T E«iﬁﬁﬁ ﬁéﬁﬂﬁg
D=3 00015 Coating | Slotting [l | Side Milling [LZ4. | Face Milling 4 |  Flute | Helix Angle | Workpiece HRC
202 S Tisi o o o 4 30° HRC<65
WHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable
B A BEE | BB | radoedee | RH@W | #A | ®A @ | mE | B | mRAT
Céatr;b;;n Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsa!ggéz?ss Titzn(i)t;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O (@) (@) @) @) (@)
TS 72 (D) | mm(R) | wExm) | or() [ese )| @)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.40.400.010.4LR 40 75
65.40.500.010.4LR 50 100
65.40.600.010.4LR 4 RO.1 60 3.2 3.8 6 100
65.40.700.010.4LR 70 110
65.40.800.010.4LR 80 120
65.40.120.020.4LR 12 60
65.40.160.020.4LR 16 60
65.40.200.020.4LR 20 60
65.40.250.020.4LR 25 75
65.40.300.020.4LR 4 R0.2 30 3.2 3.8 6 75
65.40.400.020.4LR 40 75
65.40.500.020.4LR 50 100
65.40.600.020.4LR 60 100
65.40.700.020.4LR 70 110
65.40.800.020.4LR 80 120
65.40.120.030.4LR 12 60
65.40.160.030.4LR 16 60
65.40.200.030.4LR 20 60
65.40.250.030.4LR 25 75
65.40.300.030.4LR 4 R0.3 30 3.2 3.8 6 75
65.40.400.030.4LR 40 75
65.40.500.030.4LR 50 100
65.40.600.030.4LR 60 100
65.40.700.030.4LR 70 110
65.40.800.030.4LR 80 120
65.40.120.050.4LR 12 60
65.40.160.050.4LR 16 60
65.40.200.050.4LR 20 60
65.40.250.050.4LR 25 75
65.40.300.050.4LR 4 R0.5 30 3.2 3.8 6 75
65.40.400.050.4LR 40 75
65.40.500.050.4LR 50 100
65.40.600.050.4LR 60 100
65.40.700.050.4LR 70 110
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AR5 EET] 4 Flute Long Neck Radius End Mill

L
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ANZE: d=h5 Tolerance ﬁi FHiE Z e / [i:iE5 7 T YEEER EAMPEE
D<3 0-0015 Coating Slotting M Side Milling i Face MiIIing_-A| Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 . § N o

R 0,005 Tisi o © © 4 30 HRC<65

WAIEIFE Cutting Materials ©3E#3&& Very Suitable O i&#& Suitable

HEN aem BER | BE | tadoedhee | RBW | HA | BA: | W | WE | BE | mEA
C;trebeclm Alloy Steel Tgxsgfgggtéel Cast Iron <55hre | >55hrc Stsatigtlaelss Titﬁn(i)t;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) (@) (@) @) (@)
e 7 (D) wak (11) | ok (1) | @=@(d1) | @& (d) | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

65.40.800.050.4LR 4 R0O.5 80 3.2 3.8 6 120
65.40.120.100.4LR 12 60
65.40.160.100.4LR 16 60
65.40.200.100.4LR 20 60
65.40.250.100.4LR 25 75
65.40.300.100.4LR 4 R1 30 3.2 3.8 6 75
65.40.400.100.4LR 40 75
65.40.500.100.4LR 50 100
65.40.600.100.4LR 60 100
65.40.700.100.4LR 70 110
65.40.800.100.4LR 80 120
65.50.160.010.4LR 16 60
65.50.200.010.4LR 20 60
65.50.250.010.4LR 25 75
65.50.300.010.4LR 30 75
65.50.400.010.4LR 5 RO.1 40 4 4.75 6 75
65.50.500.010.4LR 50 100
65.50.600.010.4LR 60 100
65.50.800.010.4LR 80 120
65.50.160.020.4LR 16 60
65.50.200.020.4LR 20 60
65.50.250.020.4LR 25 75
65.50.300.020.4LR 30 75
65.50.400.020.4LR 5 R0.2 40 4 4.75 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
65.50.200.030.4LR 20 60
65.50.250.030.4LR 25 75
65.50.300.030.4LR 5 RO.3 30 4 4.75 6 75
65.50.400.030.4LR 40 75
65.50.500.030.4LR 50 100
65.50.600.030.4LR 60 100
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A47)F5[EET] 4 Flute Long Neck Radius End Mill

t |
R 14l
! (&d
\:*j‘— _~15°
SIS |
®d1
A dhS Toleranee ne | E | Z s Z nH | @i | EoMREE
D<3 0,-0.015 Coating Slotting 7 Side Milling Ié Face Milling A. Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . .
R 20,005 TiSi (@) © © 4 30 HRC<65

WHNEIEA%E; Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

TR AL VAR ik Haré%r?%ciﬂsteel RN HKae BE | WER A BREE
Csi';becfn Alloy Steel Télrxsgrcgggtge(el Cast Iron <55hre | >55hre Stsztgglle?ss Titzn(i;;m Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O o © © ) ©
T8RS 7]42 (D) Ef (R) B (1) 7 (1) B=E (d1) w1z (d) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
65.50.800.030.4LR 5 R0.3 80 4 4.75 6 120
65.50.160.050.4LR 16 60
65.50.200.050.4LR 20 60
65.50.250.050.4LR 25 75
65.50.300.050.4LR 5 R0O.5 30 4 4.75 6 75
65.50.400.050.4LR 40 75
65.50.500.050.4LR 50 100
65.50.600.050.4LR 60 100
65.50.800.050.4LR 80 120
65.50.160.100.4LR 16 60
65.50.200.100.4LR 20 60
65.50.250.100.4LR 25 75
65.50.300.100.4LR 30 75
65.50.400.100.4LR 5 R1 40 4 4.75 6 75
65.50.500.100.4LR 50 100
65.50.600.100.4LR 60 100
65.50.800.100.4LR 80 120
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C Milling Series
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118 Z2#(ZE Miling Parameters Recommendation

471RBEET]
4 Flute Long Neck Radius End Mill

BRI R Quenched&T ﬂarﬁﬁ? | HPM * NAK H 73_5%%)@ ] ?—ﬁ%ﬁﬂ ] Iam
uenche empere eel . ardened Steel Hardened Steel Tool Steel
Workpiece Material (~42HRC) HPM-38 * STAVAX * SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)

Corner Effective | g i f 1
ev. Speed . \ Rev.Speed
Radius | Length /mi i /mi i A min-1

2 130,000| 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

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

4 125,000/ 2,200 |0.014 | 0.35 [21,000| 1,800 | 0.01 0.3 18,000/ 1,500 | 0.008 | 0.25 |14,000| 1,100 | 0.005 | 0.2

0.02 5 123,000| 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
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 | 0.2

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

10 |16,000| 1,000 | 0.006 | 0.35 [13,000| 800 |0.004 | 0.3 |11,000/ 700 |0.003 | 0.25 9,000 500 |0.002| 0.2

! 2 130,000 2,800 |0.065 | 0.35 |25,000| 2,300 | 0.05 | 0.3 |21,000|2,000 | 0.04 | 0.25 {17,000 1,400 | 0.03 | 0.2
0.05 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 | 0.2
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

g; 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
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

03 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

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
e 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
’ 0.3 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
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
4 ]25,000| 2,400 |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

6 ]23,000|2,200 |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

0.02 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

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

15 (14,000 1,000 | 0.008 | 0.55 |11,000| 800 |0.005| 0.5 |9,000| 700 |0.003 | 0.4 |7,000| 500 |0.002| 0.3

15 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
0.05 4 |25,000|2,400 | 0.08 | 0.55 |21,000| 2,000 | 0.05 | 0.5 [18,000|1,700 | 0.04 | 0.4 |14,000( 1,200 | 0.03 | 0.3

01 6 |[23,000|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

0.2 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

0.3 12 [16,000| 1,400 | 0.06 | 0.55 |13,000| 1,100 | 0.03 | 0.5 |[11,000| 950 | 0.02 | 0.4 |9,000| 650 |0.007 | 0.3

0-5 15 14,000/ 1,000 | 0.03 | 0.55 [11,000( 800 | 0.02 | 0.5 |9,000| 700 |0.007 | 0.4 |7,000| 500 |0.005| 0.3

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

6 |22,000(2,500 |0.018 | 0.7 |18,000| 2,100 [0.015 | 0.6 |15,000| 1,800 |0.012 | 0.5 |12,000| 1,300 | 0.008 | 0.35

002 8 [20,000|2,200 |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

12 |16,000| 1,700 | 0.014 | 0.7 |13,000| 1,400 | 0.01 0.6 11,000/ 1,200 | 0.008 | 0.5 |9,000| 850 |0.003 | 0.35

16 [14,000| 1,400 |0.012 | 0.7 |11,000| 1,100 |0.008 | 0.6 |9,500 | 950 |0.005 | 0.5 |7,500| 650 |0.002 | 0.35

20 |10,000{ 800 | 0.01 0.7 |8,000| 650 (0.005| 0.6 |7,000| 550 |0.003 | 0.5 |5,500| 400 |0.002 | 0.35

2 4 |24,000/2,800 | 0.13 | 0.7 |20,000| 2,300 | 0.06 | 0.6 |17,000|2,000| 0.05 | 0.5 [14,000) 1,400| 0.03 | 0.35
0.05 6 |22,000(2,500 | 0.12 | 0.7 |18,000| 2,100 | 0.06 | 0.6 |15,000| 1,800 | 0.05 | 0.5 |12,000| 1,300 | 0.03 | 0.35

01 8 |20,000| 2,200 | 0.11 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

0.2 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

03 16 |14,000| 1,400 | 0.07 | 0.7 |[11,000| 1,100 | 0.03 | 0.6 |9,500| 950 | 0.02 | 0.5 |7,500| 650 |0.007 | 0.35

05 20 10,000/ 800 | 0.05 | 0.7 |8,000 650 | 0.02 | 0.6 |7,000 550 | 0.01 0.5 |5,500| 400 |0.005| 0.35

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

25 gg 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 0.5

0.5 30 |7,000| 800 | 0.03 | 0.85 |5,500| 650 | 0.01 0.7 14,500 | 550 | 0.01 0.5 |3,500| 400 |0.005| 0.5
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— / FI3Z
65 i~ Ké&stion

118 Z2%(ZE Miling Parameters Recommendation

A7) FRAEAEET]
4 Flute Long Neck Radius End Mill

BAEIMR Quenched&T i}ﬁfﬁi’f‘? IHPM * NAK H ﬁfﬁfs@ I H?fﬁf? I TIIE&%NI
. : uenches emperes ee . ardene eel ardene eel 00l ee
Workpiece Material (~42HRC) HPM-38 * STAVAX * SKD61 (~55HRC) SKD11 * PD613 (~62HRC) SKH (~65HRC)
X iR = = | S 2 = | iR = | BE | e | IR

Rf¥E
Corner | Effective | pey Sneed | Feeding Rate ! Fegding Rete Rev.Speed | Feedng Rete
Radius | Length mm/min i / min-1 i

18,000/ 2,800
005| 6 [16,000]2,500 | 0.17
01 | 8 [14,000]2,200 | 0.16
3 | 02 | 12 [13,500(2,000] 0.16
03 | 16 [12,000]1,800 | 0.14
05 | 20 [10,000[1,400 | 0.12
1+ | 25 |9,000]1,200] 0.08
30 |8,000] 800 | 0.06
12,0002,600 | 0.25 | 1.4 |10,000] 2,700| 0.15 | 1.2 | 8500 (1,800 | 0.08 | 1
02 | 12 [12,000[2,600 | 0.25 | 1.4 [10,000] 2,100 0.15 | 1.2 |8,500 1,800 | 0.08 | 1
4 | 03| 16 [10,000[2,200 | 0.17 | 1.4 |8,000]| 1,800 01 | 1.2 [7,000]1,500| 006 | 1 [5500]1,100| 0.05 | 0.8
1
1

13,000| 2,100 | 0.1 0.8 |[11,000| 1,800 | 0.07 | 0.7 |9,000|1,300| 0.05 | 0.6
11,000| 1,800 | 0.1 0.8 |9,500 1,500 0.07 | 0.7 |7,500|1,100| 0.05 | 0.6
11,000/ 1,600 | 0.08 | 0.8 |9,500|1,400 | 0.06 | 0.7 |7,500| 1,000 0.04 | 0.6
10,000/ 1,500 | 0.07 | 0.8 |8,500|1,300| 0.05 | 0.7 [7,000| 900 | 0.03 | 0.6
8,000 | 1,100 | 0.05 | 0.8 |[7,000| 950 | 0.04 | 0.7 |5,500| 700 | 0.02 | 0.6
7,500 | 1,000 | 0.04 | 0.8 |6,500| 850 | 0.02 | 0.7 |5,000| 600 | 0.01 0.6
6,500 | 650 | 0.03 | 0.8 |5,500| 550 | 0.02 | 0.7 |4,500| 400 | 0.007| 0.6

0.5 | 24 |8,000|1,600| 0.14 | 1.4 |6,500| 1,300 0.08 | 1.2 |5,500 | 1,100 | 0.05
1 32 |6,500 1,300 | 0.08 | 1.4 |5,500| 1,100 | 0.04 | 1.2 |4,500| 950 | 0.02

011 15 [95002400] 025 | 22 |8000|2000] 0.15 | 2 |7,000]1,700] 0.08 | 16 |55001200] 0.06 | 12
5 | 03 | 20 |8,000 2000 018 | 22 |6500 1600 0.1 | 2 |5500 1400 0.07 | 1.6 |4500] 1,000  0.05 | 1.2
05 40 [5,000(1,200 | 0.09 | 2.2 |4,000]1,000] 0.05 | 2 |3500| 850 | 0.02 | 1.6 |3,000| 600 | 0.01 | 1.2

0.1 12 |8,000|2,500 | 0.35 | 2.7 |6,500|2,100| 0.18 | 2.5 |5,500 | 1,800 | 0.08 2 |4,5001,300| 0.06 | 1.5

6 8% 18 | 7,000 2,200 | 0.3 2.7 |5,500|1,800| 0.18 | 2.5 |4,500 1,500 | 0.08 2 |3,500 1,100 | 0.06 | 1.5
05 | 24 |6,000|1,800| 0.2 2.7 |5,000| 1,500 | 0.15 | 2.5 |4,000| 1,300 | 0.07 2 |3,000| 900 | 0.05 | 1.5

1 48 3,000 | 900 | 0.1 2.7 |2,500| 750 | 0.05 | 2.5 |2,000| 650 | 0.03 2 |2,000| 450 | 0.02 | 1.5

XISHRIBSEFRAI I TROARN R E RS BB BISRME .

XPAENapRFHTARIARE, aeRmF R EAITIARE.

XAETIRIIN TR ER AT, HEFERMELSER .

XAERZIABBTS %, EFERRIERAHE (RR) T8I

XL (BMIKE) /D (7)42) BI8E, BENHIHARERENS0%IUT , IAERENI0%UT,
XIETIHISEHIRGREBIIAR . apFELEERENS0%UT , HEFRTIA,

XERERE, BB IREEANHLEERREERLA . 54, EMEER R BIERERR,

¥ Adjust milling conditions according to milling shape and machine type.

Xap : Axial Depth of Cut, ae : Radial Depth of Cut.

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

¥ Recommend to apply helical or ramping for approaching into axial direction.

X 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.

% Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
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67]EIMREI £ T] 6 Flute Straight Shank Radius End Mil

o
= ¥

éD

A dhS Toleranee 22| e Z s Z it Z nH | WS | ESHOEE
D<3 0-0015 Coating Slotting |éi Side Milling Ié Face MilIing_Zil Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 — N \ o

R +0.005 Tisi © © 6 50 HRC<65

#WHIEI#EL Cutting Materials O3E#iE4& Very Suitable O iE& Suitable

HER aem RN | #% | nadoduee | FEM | %AS | BAS | @ | WK | AR | mEA
C;trebeclm Alloy Steel Tgrrl:sgfgggt%el Cast Iron <5Shre | >55hrc Stsatigtlaelss Titﬁn(i)t;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O @] O @ @) © O (@]
m% (D) T (r) & (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
65.060.15.02.060.6R R0.2 60
65.060.15.03.060.6R 6 R0.3 15 6 60
65.060.15.05.060.6R R0O.5 60
65.060.15.10.060.6R R1 60
65.060.25.02.070.6R R0.2 70
65.060.25.03.070.6R 6 R0.3 25 6 70
65.060.25.05.070.6R R0.5 70
65.060.25.10.070.6R R1 70
65.080.20.03.075.6R R0.3 75
65.080.20.05.075.6R 8 R0.5 20 8 75
65.080.20.10.075.6R R1 75
65.080.20.15.075.6R R1.5 75
65.080.35.03.090.6R R0.3 90
65.080.35.05.090.6R 8 R0.5 35 8 90
65.080.35.10.090.6R R1 90
65.080.35.15.090.6R R1.5 90
65.100.25.03.080.6R R0.3 80
65.100.25.05.080.6R 10 R0.5 25 10 80
65.100.25.10.080.6R R1 80
65.100.25.20.080.6R R2 80
65.100.45.03.100.6R R0.3 100
65.100.45.05.100.6R 10 R0.5 45 10 100
65.100.45.10.100.6R R1 100
65.100.45.20.100.6R R2 100
65.120.30.03.100.6R R0.3 100
65.120.30.05.100.6R 12 R0.5 30 12 100
65.120.30.10.100.6R R1 100
65.120.30.20.100.6R R2 100
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65 e k exXxian
67 EHR[EET] 6 Flute Straight Shank Radius End Mill

L |
R\ / ¢d ‘
[ N
@0 |-f j
Ay dhE Tolerance ne | FE | W Z s YV | o | wes | sensms
D<3 00015 Coating | Slotting i Side Milling Ié Face Milling_-Al Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — P o
R 0.005 Tisi o © 6 50 HRC<65

WEHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O &4 Suitable

BN AN WER | B | odonduee | FEM | %AS | @A W | ME | AR | =mEAs
C&;bélm Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsat'SLTSS Tltzng;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
@] @] O O @] © O @] ©
7% (D) Ef (R) T (1) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
65.120.55.03.120.6R R0.3 120
65.120.55.05.120.6R R0.5 120
65.120.55.10.120.6R 12 R1 % 12 120
65.120.55.20.120.6R R2 120
65.160.40.05.110.6R R0.5 110
65.160.40.10.110.6R R1 110
65.160.40.20.110.6R 16 R2 40 16 110
65.160.40.30.110.6R R3 110
65.160.65.05.135.6R R0.5 135
65.160.65.10.135.6R R1 135
65.160.65.20.135.6R 16 R2 65 16 135
65.160.65.30.135.6R R3 135
65.200.45.05.125.6R R0.5 125
65.200.45.10.125.6R R1 125
65.200.45.20.125.6R 20 R2 45 20 125
65.200.45.30.125.6R R3 125
65.200.75.05.155.6R R0.5 155
65.200.75.10.155.6R R1 155
65.200.75.20.155.6R 20 R2 s 20 155
65.200.75.30.155.6R R3 155
65.250.50.10.140.6R R1 140
65.250.50.20.140.6R R2 140
65.250.50.30.140.6R 25 R3 50 25 140
65.250.50.40.140.6R R4 140
65.250.90.10.180.6R R1 180
65.250.90.20.180.6R R2 180
65.250.90.30.180.6R 25 R3 90 2 180
65.250.90.40.180.6R R4 180
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1H|Z2#ZE Miling Parameters Recommendation

67JEMREST]
6 Flute Straight Shank Radius End Mill

R B+ R NN NN TEK
i . Hardened Steel Hardened Steel SKD11 Tool Steel SKH
Workpiece Material HPM-38 + STAVAX * SKD61 (‘“SSHRC) (~62HRC) (~65HRC)

M55 ks ks
T Side Milling Side Milling Slotting Side Milling

Cutter dia. iR oo 3 3 \ &

- I Spindle RE Spindle Spindle Splndle Splndle Spindle
Speed Feed Speed Speed Speed Speed Speed
min-1 mm/min min-1 i min-1 i min-1 i min-1 i min-1

3 10,000 | 1,000 8,000 580 8,000 700 7,500 500 7,000 560 6,000 280
4 8,500 1,200 7,500 620 7,000 800 6,000 540 6,000 600 5,000 300
5
6

7,600 1,600 6,800 900 6,200 1,200 5,600 600 5,300 800 4,800 350
6,400 1,800 5,800 950 5,300 1,200 4,800 600 4,600 800 4,200 350

8 4,800 | 2,000 4,300 1,000 4,000 1,400 3,600 700 3,400 1,000 3,000 400
10 3,800 | 2,000 3,400 1,000 3,200 1,600 2,800 800 2,600 1,000 2,300 500
12 3,200 | 2,000 2,800 1,000 2,600 1,600 2,300 800 2,200 1,000 2,000 500
16 2,400 | 2,000 2,000 1,000 1,800 1,600 1,600 800 1,500 1,000 1,400 500
20 1,500 1,000 1,500 1,000 1,200 1,000 1,000 800 800 1000 800 500

IRTIERHETE Ap and Ae recommendation

555 FFHE s FFiE s FHiE
Side Milling Slotting Side Milling Slotting Side Milling Slotting
1.5D D * 1.5D D * 1.5D D +
|<—>| 0.02D |<—>| 0.01D |<—>| 0.01D
0.03D 0.02D 0.02D

XA . REBERRNESEENTR.

XYIAE . TIMRIEARRE, REEARE, EHEEE,

XABIRAARE L PR B RS e

XIETFERRSEHE

¥ 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.

X Adjust both spindle speed and feed at the same rate.
¥ Use oilmist coolant or air blow.
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Milling Series / Al 57 -
65 ST k exian
29] Eﬁ%ﬂ%ﬂ 2 Flute Reduced Neck Ball End Mill

R l od_

R 15

¢D

—— R

/DA\f: = ;Iom ;ﬁé T & N | wits | BAMHEE
3<D<20 0,-0.02 Coa;:ng Kellering J Flute Helix Angle | Workpiece HRC
R<1 +0.005 .. o

R>1 +0.01 TiSi © 2 30 HRC<65

WHIEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

R aen WER | B% | tadendued | ABE | sas | @8 @ | wE | BE | mEA
C&;bél’ n Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hrc Stsztg;\é?ss Titzn(i)t;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
@] @] O @] @] @ @ @] ©
Code No. Nose Radius Length of Cut Shank Dia. Overall Length
65.0005.0010.2B R0.025 0.1 4 45
65.0006.0012.2B R0.03 0.12 4 45
65.0007.0014.2B R0.035 0.14 4 45
65.0008.0016.2B R0.04 0.16 4 45
65.0010.0020.2B R0.05 0.2 4 45
65.0020.0040.2B RO.1 0.4 4 45
65.0030.0060.2B R0.15 0.6 4 45
65.0040.0080.2B R0.2 0.8 4 45
65.0050.0100.2B R0.25 1 4 45
65.0060.0120.2B R0.3 1.2 4 45
65.0070.0140.2B R0.35 1.4 4 45
65.0080.0160.2B R0.4 1.6 4 45
65.0090.0180.2B R0.45 1.8 4 45
65.0100.0200.2B R0.5 2 4 50
65.0120.0240.2B RO0.6 24 4 50
65.0150.0300.2B R0.75 3 4 50
65.0200.0400.2B R1 4 4 50
65.0250.0500.2B R1.25 5 4 50
65.0300.0600.2B R1.5 6 4 50
65.0300.0600.2B-6 R1.5 6 6 50
65.0350.0700.2B-6 R1.75 7 6 50
65.0400.0800.2B-6 R2 8 6 50
65.0500.1000.2B-6 R2.5 10 6 60

123



v/ ¥ 3% e Sor
@ = illing Series
Kéition 65 .
2T]EIAREKT] 2 Fiute Straight Shank Ball End Mill

R /

éD Q ~ U*

f — e aE | oEm & mE | @R | EavuEE
3<D<20 o:-o.oz Coat;;g Kellering _‘ Flute | Helix Angle | Workpiece HRC
R<1 £0.005 — - -

R 21 +0.01 TiSi © 2 30 HRC<65

#WHIEI#E Cutting Materials O3E#iE4& Very Suitable OiE& Suitable

e EE BER B | Hardoedbee | RBW | #A® | @8 A Wi | BB | ®Ea
Csatrebeclm Alloy Steel T(?rrl:sgfgggtéel Cast Iron <55hre | >55hrc Stsatlgtleelss Tltgng\:/m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) ) © © O
TS BRLEAE (R) i (1) 1 (d) £ (L)
Code No. Nose Radius Length of Cut Shank Dia. Overall Length
65.04.06.050.2B
R2 6 4 50
65.04.06.075.2B 75
65.06.09.050.2B 50
65.06.09.060.2B 60
R3 9 6
65.06.09.075.2B 75
65.06.09.100.2B 100
65.08.12.060.2B 60
.08.12.075.2B 75
65.08 075 R4 12 8
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
65.12.18.075.2B 75
65.12.18.100.2B R6 18 12 100
65.12.18.150.2B 150
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65 i~ Ké&5tian

11H)ZS#ZE Miling Parameters Recommendation

27] B2 | BEARERSLT]
2 Flute Reduced Neck/ Straight Shank Ball End Mill

WA R R B2 - BEK EK S

. . Carbon Steel Alloy Steel-Quenched&Tempered Steel Hardened Steel
Workpiece Material
p S50C SCM * SKD * SUS * HPM * NAK SKD61 (~55HRC)

pracs)
BRIJHE ] EE : JEJE 3 JEE‘Z*
Ball Nose Radius Feeding Rate Feeding Rate Feeding Rate Feeding Rate
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
0.2 50000 630 50000 600 50000 630 50000 600 50000 600
0.3 50000 930 50000 940 48000 900 50000 750 50000 750
0.4 50000 1200 48000 1200 36000 900 50000 1000 50000 1000
0.5 48000 1430 38000 1200 29000 900 50000 1250 48000 1000
0.6 40000 1430 32000 1200 24000 810 50000 1480 40000 1080
0.8 30000 1270 24000 1000 18000 670 50000 1900 30000 1160
1 24000 1160 19000 800 14300 600 48000 2400 24000 1200
1.5 16000 930 13000 600 9600 460 32000 2400 16000 1200
2 12000 930 10000 570 7200 450 24000 2400 12000 1200
2.5 9600 930 8000 560 5700 450 19000 2400 9600 1200
3 8000 930 6400 540 4800 450 16000 2400 8000 1200
4 6000 900 4800 540 3600 450 12000 2400 6000 1200
5 4800 900 3800 540 2900 450 9600 2300 4800 1150
6 4000 900 3200 540 2400 450 8000 2100 4000 1050
7 3400 900 2750 540 2050 450 6800 2000 3400 1000
8 3000 900 2400 540 1800 450 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
137 Depth of Cut FiEAe
(R: BRsL3¥4% Ball Nose Radius ) ~0.15xR  R<0.1
~0.2xR 0.1<R<0.5
* ~0.3xR R>0.5 *

— ~0.16xR R=<0.3 (~45HRC)

0.1xR (~45HRC) j ~0.25xR R=<3 (~45HRC)

~0.08xR (~55HRC) ~0.3xR R=4 (~45HRC)

* 4 ~0.05xR (~55HRC)

XIEIN THHAIERE B IR EARIEP60%,
XTIEERUADAEE, BRERN, BBEIEIZG,
KMEHHERES -

XIBIRE R LA EE R A AR E

*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.

X Adjust both spindle speed and feed at the same rate
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K Y gz - Milling Series
exian 65 .=
27138735 EKSLT] 2 Flute Long Neck Ball End Mill
L |
R Al ®d
NIt ——
@D S -
¢d1
AZ: 00 Tolerance BB e nE | ®iEm | EAMNEE
p=s 0-0915 Fhex Kellering _ﬂj Flute HeI{x Angle | Workpiece HRC
3<D<20 0,-0.02 Coating
R<1 +0.005
R 2001 Tisi o 2 30° HRC=65
HWIIEI#A Cutting Materials O3E%3&# Very Suitable O3&#& Suitable
HER aem BES | B% | adodee | ABH | %AS | Bae | @ | wME | B | mEa
C;trebeclm Alloy Steel Tgrrl:sgfgggtéel Cast Iron <55hre | >55hrc Stsatigtlaelss Titﬁn(i)t;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) (@) (@) @) (@)
BEE (R) | ek () T (1) @z (d1) e (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.01.003.2LB 0.3 45
65.01.005.2LB R0.05 0.5 0.07 0.085 4 45
65.015.003.2LB 0.3 45
65.015.005.2LB R0.075 0.5 0.105 0.13 4 45
65.015.010.2LB 1 45
65.02.006.2LB 0.6 45
65.02.008.2LB 0.8 45
65.02.010.2LB 1 45
RO.1 0.14 0.18 4
65.02.012.2LB 1.2 45
65.02.015.2LB 1.5 45
65.02.020.2LB 2 45
65.03.008.2LB 0.8 45
65.03.010.2LB 1 45
65.03.012.2LB 1.2 45
65.03.015.2LB R0.15 1.5 0.21 0.28 4 45
65.03.020.2LB 2 45
65.03.025.2LB 25 45
65.03.030.2LB 3 45
65.04.010.2LB 1 45
65.04.015.2LB 1.5 45
65.04.020.2LB 2 45
65.04.025.2LB 25 45
65.04.030.2LB R0.2 3 0.28 0.37 4 45
65.04.040.2LB 4 45
65.04.050.2LB 5 45
65.04.060.2LB 6 45
65.05.015.2LB 1.5 45
65.05.020.2LB 2 45
65.05.030.2LB 3 45
65.05.040.2LB R0.25 4 0.35 0.46 4 45
65.05.060.2LB 6 45
65.05.080.2LB 8 45
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Milling Series / 5 gg -
65 e ] k e Xian
27138735 BKSLT] 2 Flute Long Neck Ball End Mill

L \

R il bd
ST
S

@d1 ‘

@D

TS e A2 | Ll 75 | sen | sspsms
3<D<20 0-0.02 Coa‘?ng Kellering _J Flute | Helix Angle | Workpiece HRC
R<1 +0.005 e o

g oo Tisi o 2 30 HRC=65

WHNEIEA%E; Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

R aen WER | B | Hadondiee | FE® | %AS | @A @ | wE | BE | mEA
C&;bélm Alloy Steel Télrrl:sgrcg;gtge(el Cast Iron <55hre | >55hre Stsat'SLTSS Tltzng;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
@] @] O @] (@] © © @] ©
1ITERS BksL¥42 (R) B (1) 7 (1) B (d1) 1wz (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.05.100.2LB R0.25 10 0.35 0.46 4 50
65.06.015.2LB 1.5 45
65.06.020.2LB 2 45
65.06.040.2LB RO.3 4 0.42 0.56 4 45
65.06.060.2LB 6 45
65.06.080.2LB 8 45
65.06.100.2LB 10 50
65.08.020.2LB 2 45
65.08.030.2LB 3 45
65.08.040.2LB 4 45
65.08.060.2LB RO.4 6 0.56 0.76 4 45
65.08.080.2LB 8 45
65.08.100.2LB 10 50
65.08.120.2LB 12 50
65.10.030.2LB 3 50
65.10.040.2LB 4 50
65.10.060.2LB 6 50
65.10.080.2LB RO.5 8 0.7 0.95 4 50
65.10.100.2LB 10 50
65.10.120.2LB 12 50
65.10.150.2LB 15 50
65.12.040.2LB 4 50
65.12.060.2LB 6 50
65.12.080.2LB 8 50
65.12.100.2LB R06 10 0.84 115 4 50
65.12.120.2LB 12 50
65.12.150.2LB 15 50
65.15.040.2LB 4 50
65.15.060.2LB 6 50
65.15.080.2LB R0.75 8 1.05 1.45 4 50
65.15.100.2LB 10 50
65.15.120.2LB 12 50
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AF: 00 Tolerance BB e nE | miER | EAMNEE
p=s 0-0015 Fhex Kellering _ﬂj Flute HeI{x Angle | Workpiece HRC
3<D<20 0,-0.02 Coating
R<1 +0.005
Rt 001 Tisi o 2 30° HRC=65
HWIIEI#8} Cutting Materials O3E%3&# Very Suitable O3&#& Suitable
B 2em WEM | W% | Hodondbeel | KB | HAS | SA® | @ | WE | &R | =R
C;trebeclm Alloy Steel Tgrrl:sgfgggtéel Cast Iron <55hre | >55hre Stsatlgtlaelss Tltsng;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O O O O @) (@) (@) @) (@)
T8RS BRsL¥ZE (R) B (1) 7% (1) BE (d1) w7z (d) 2 (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
65.15.150.2LB 15 50
65.15.200.2LB 20 60
65.15.250.2LB RO.75 25 105 145 4 75
65.15.300.2LB 30 75
65.20.060.2LB 6 50
65.20.080.2LB 8 50
65.20.100.2LB 10 50
65.20.120.2LB 12 50
65.20.160.2LB R 16 14 194 4 50
65.20.200.2LB 20 60
65.20.250.2LB 25 75
65.20.300.2LB 30 75
65.20.350.2LB 35 75
65.20.400.2LB 40 75
65.25.080.2LB 8 50
65.25.100.2LB 10 50
65.25.150.2LB 15 50
65.25.200.2LB 20 4 60
65.25.250.2LB 25 75
65.25.300.2LB R1.25 30 175 24 75
65.25.350.2LB 35 75
65.25.400.2LB 40 75
65.25.450.2LB 45 6 100
65.25.500.2LB 50 100
65.30.100.2LB 10 50
65.30.120.2LB 12 50
65.30.160.2LB 16 60
65.30.200.2LB . 20 2 e . 60
65.30.250.2LB 25 75
65.30.300.2LB 30 75
65.30.350.2LB 35 75
65.30.400.2LB 40 75
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Milling Series
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271383 EKSLT] 2 Flute Long Neck Ball End Mill

K

il 5Z

exion

L |
R Al od
\—:ﬂ‘— 5 15° ’7
®D S -
@d1

T e A2 | mE | RiEm | EaMREE

p=s 0-0015 Fhx Kellering _&f Flute Heli\x Angle | Workpiece H:C

3<D<20 0,-0.02 Coating

R<1 +0.005

Rt w001 Tisi o 2 30° HRC<65

WHNEIEA%EE Cutting Materials O 3E%iE 4 Very Suitable O3&4 Suitable

BN AN WER | B | Hodonduee | FEM | %AS | @A A | mE| BB | mEa
C&;bélm Alloy Steel Télrrl:sgrcgggtge(el Cast Iron <55hre | >55hrc Stsatlglljss Tltzng;lm Alumllg;um Copper | Resin | Graphite | Super Alloy
O O O O ) © @) @) ©
T8RS BRSL#Z (R) B (1) 7% (1) BE1E (d1) & (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

65.30.450.2LB 45 100
65.30.500.2LB 50 100
65.30.550.2LB R15 55 21 285 6 100
65.30.600.2LB 60 100
65.40.120.2LB 12 60
65.40.160.2LB 16 60
65.40.200.2LB 20 60
65.40.250.2LB 25 75
65.40.300.2LB 30 75
65.40.400.2LB B2 40 Zis S g 75
65.40.500.2LB 50 100
65.40.600.2LB 60 100
65.40.700.2LB 70 110
65.40.800.2LB 80 120
65.50.160.2LB 16 60
65.50.200.2LB 20 60
65.50.250.2LB 25 75
65.50.300.2LB 30 75
65.50.400.2LB R2.5 40 35 4.8 6 75
65.50.500.2LB 50 100
65.50.600.2LB 60 100
65.50.800.2LB 80 120
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2 Flute Long Neck Ball End Mill
PERESN RRESR TAN

Hardened Steel Hardened Steel Tool Steel
SKD61 * STAVAX * HPM-38 (~ 52HRC) SKD11 (~62HRC) SKH (~65HRC)

0.003 | 0.005 180 40000 0.002 0.005 150 40000 0.002 | 0.003 100 40000

0.075| 0.5 | 3.3 0.003 | 0.005 150 40000 0.002 0.005 120 40000 0.002 0.003 70 40000
0.075| 1 6.7 0.002 | 0.003 70 40000 0.001 0.003 50 40000 0.001 0.002 30 40000
0.1 03 | 15 0.01 0.01 350 40000 0.006 0.005 300 40000 0.003 0.003 200 40000
0.1 05 | 25 0.008 0.01 320 40000 0.005 0.005 280 40000 0.003 0.003 180 40000
0.1 | 075 | 3.8 0.005 0.01 280 40000 0.003 0.005 200 40000 0.002 0.003 150 40000
0.1 1 5 0.003 | 0.005 250 40000 0.002 0.003 160 40000 0.001 0.002 120 40000
0.1 | 125 | 6.3 0.003 | 0.005 180 40000 0.002 0.003 140 40000 0.001 0.002 100 40000
0.1 1.5 | 7.5 0.003 | 0.005 150 40000 0.002 0.003 120 40000 0.001 0.002 80 40000
01 | 1.75 | 8.8 0.002 | 0.003 120 40000 0.001 0.002 100 40000 0.001 0.002 60 40000

0.1 25 | 125 0.001 0.002 70 40000 0.001 0.001 60 40000 0.001 0.001 40 40000

015 | 05 | 1.7 0.01 0.015 350 40000 0.007 0.01 300 40000 0.003 0.005 280 40000
0.15 | 0.6 2 0.007 0.01 350 40000 0.005 0.007 300 40000 0.003 0.005 250 40000
0.15 | 0.75 | 2.5 0.007 0.01 330 40000 0.005 0.007 280 40000 0.003 0.005 230 40000
0.15 1 3.3 0.007 0.01 320 40000 0.005 0.007 250 40000 0.003 0.005 200 40000
015 | 1.25 | 4.2 0.005 | 0.007 280 40000 0.003 0.005 200 40000 0.002 0.003 160 40000
0.15 | 1.5 5 0.005 | 0.007 230 40000 0.003 0.005 180 40000 0.002 0.003 120 40000
0.15 | 1.75 | 5.8 0.003 | 0.005 180 40000 0.002 0.003 150 40000 0.002 0.002 100 40000
0.15 2 6.7 0.003 | 0.005 150 40000 0.002 0.003 120 40000 0.002 0.002 90 40000
015 | 225 | 7.5 0.002 | 0.003 120 40000 0.001 0.002 100 40000 0.001 0.001 80 40000
015 | 25 | 83 0.002 | 0.003 100 40000 0.001 0.002 80 40000 0.001 0.001 70 40000
0.15 3 10 0.001 0.003 80 40000 0.001 0.002 70 40000 0.001 0.001 60 40000
015 | 35 |11.7 0.001 0.002 70 40000 0.001 0.001 60 40000 0.001 0.001 50 40000
0.15 4 13.3 0.001 0.002 60 40000 0.001 0.001 50 40000 0.001 0.001 40 40000
0.2 05 | 1.3 0.03 0.05 800 40000 0.03 0.03 720 40000 0.009 0.02 580 40000
0.2 0.8 2 0.02 0.05 800 40000 0.02 0.03 720 40000 0.008 0.02 580 40000
0.2 1 2.5 0.02 0.05 800 40000 0.02 0.03 720 40000 0.008 0.02 580 40000
0.2 15 | 3.8 0.01 0.03 620 40000 0.01 0.02 500 40000 0.005 0.01 400 40000
0.2 2 5 0.01 0.02 500 40000 0.01 0.01 380 40000 0.005 0.007 300 40000
0.2 25 | 6.3 0.007 0.01 420 40000 0.005 0.007 300 40000 0.003 0.005 260 40000
0.2 3 7.5 0.007 0.01 300 40000 0.005 0.007 240 40000 0.003 0.005 200 40000
0.2 35 | 88 0.005 | 0.007 230 40000 0.003 0.005 160 40000 0.002 0.003 120 40000
0.2 4 10 0.005 | 0.005 160 30000 0.003 0.003 120 30000 0.002 0.003 90 30000
02 | 45 | 113 0.003 | 0.005 100 30000 0.002 0.003 80 30000 0.001 0.002 60 30000
0.2 5 12.5 0.002 | 0.003 70 30000 0.001 0.002 50 30000 0.001 0.002 40 30000
0.2 6 15 0.001 0.002 50 30000 0.001 0.001 40 30000 0.001 0.001 30 30000
0.25 1 2 0.03 0.05 1000 | 40000 0.02 0.03 860 40000 0.01 0.02 650 40000
025 | 15 3 0.02 0.05 850 40000 0.01 0.03 720 40000 0.007 0.02 520 40000
0.25 2 4 0.02 0.03 720 40000 0.01 0.02 650 40000 0.007 0.01 400 40000
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2 Flute Long Neck Ball End Mill
WA R PEREN % Ia%W

. . Hardened Steel Hardened Steel Tool Steel
Workpiece Material SKD61 * STAVAX * HPM-38 (~ 52HRC) SKD11 (~62HRC) SKH (~65HRC)

Effective | {<EE Ll

025 | 25 5 0.01 0.02 600 40000 0.007 0.01 530 40000 0.005 0.007 360 40000

0.25 3 6 0.01 0.02 500 40000 0.007 0.01 420 40000 0.005 0.007 320 40000

025 | 35 7 0.007 0.01 420 40000 0.005 0.007 360 40000 0.003 0.005 280 40000

0.25 4 8 0.007 0.01 350 40000 0.005 0.007 300 40000 0.003 0.005 260 40000

025 | 45 9 0.005 | 0.005 300 40000 0.003 0.003 260 40000 0.002 0.003 220 40000

0.25 5 10 0.005 | 0.005 240 33000 0.003 0.003 200 33000 0.002 0.003 180 33000

025 | 55 1" 0.003 | 0.005 200 30000 0.002 0.003 160 30000 0.001 0.002 120 30000

0.25 6 12 0.002 | 0.003 120 30000 0.001 0.002 80 30000 0.001 0.002 70 30000

0.25 8 16 0.002 | 0.002 75 30000 0.001 0.002 60 30000 0.001 0.002 50 30000

025 | 10 20 0.001 0.002 40 20000 0.001 0.002 30 20000 0.001 0.001 20 20000

0.3 1 1.7 0.05 0.1 1400 40000 0.03 0.06 1000 40000 0.02 0.05 720 30000

0.3 15 | 25 0.05 0.1 1400 40000 0.03 0.06 1000 40000 0.02 0.05 720 30000

0.3 2 3.3 0.05 0.1 1400 40000 0.03 0.06 1000 40000 0.02 0.05 720 30000

03 | 25 | 42 0.03 0.05 1200 40000 0.02 0.04 840 40000 0.02 0.03 640 30000

0.3 3 5 0.03 0.05 1200 40000 0.02 0.04 840 40000 0.02 0.03 640 30000

03 | 35 | 58 0.02 0.03 1000 | 40000 0.01 0.03 620 40000 0.01 0.02 480 30000

0.3 4 6.7 0.02 0.03 1000 40000 0.01 0.03 620 40000 0.01 0.02 480 30000

03 | 45 | 7.5 0.02 0.03 900 35000 0.01 0.02 580 35000 0.008 0.015 430 30000

0.3 5 8.3 0.01 0.02 720 30000 0.007 0.015 500 30000 0.007 0.01 400 30000

03 | 55 | 9.2 0.01 0.015 700 30000 0.007 0.01 450 30000 0.005 | 0.008 360 30000

0.3 6 10 0.007 0.01 500 30000 0.005 0.007 380 30000 0.004 0.006 320 30000
0.3 7 11.7 0.005 | 0.007 400 25000 0.003 0.005 300 25000 0.003 0.003 260 20000
0.3 8 13.3 0.003 | 0.005 320 25000 0.003 0.003 260 25000 0.002 0.003 220 20000
0.3 9 15 0.003 | 0.003 280 25000 0.003 0.002 220 25000 0.001 0.002 160 20000
0.3 10 | 16.7 0.002 | 0.003 150 20000 0.002 0.002 120 20000 0.001 0.002 100 18000
0.3 12 20 0.002 | 0.002 80 20000 0.002 0.002 60 20000 0.001 0.002 50 18000
0.35 2 2.9 0.07 0.1 1600 40000 0.05 0.08 1300 40000 0.03 0.07 1000 30000
0.35 4 5.7 0.04 0.06 1300 40000 0.03 0.04 820 40000 0.015 0.02 600 30000
0.35 6 8.6 0.01 0.03 800 30000 0.01 0.015 500 30000 0.006 0.01 420 25000
0.35 8 1.4 0.006 0.01 520 25000 0.005 0.006 380 20000 0.004 0.006 250 20000
0.4 2 25 0.1 0.15 2000 40000 0.07 0.1 1600 40000 0.05 0.1 1200 30000
0.4 3 3.8 0.1 0.15 2000 40000 0.07 0.1 1600 40000 0.05 0.05 1200 30000
0.4 4 5 0.05 0.1 1600 40000 0.05 0.05 1200 40000 0.03 0.05 860 30000
0.4 5) 6.3 0.05 0.05 1600 40000 0.03 0.05 1000 40000 0.02 0.03 620 30000
0.4 6 75 0.03 0.05 1200 30000 0.02 0.03 760 30000 0.01 0.02 560 25000
0.4 7 8.8 0.02 0.03 1000 30000 0.01 0.02 680 30000 0.007 0.01 520 25000
0.4 8 10 0.01 0.02 820 30000 0.007 0.01 600 30000 0.005 0.01 480 25000
0.4 10 | 125 0.005 | 0.005 450 25000 0.003 0.003 380 25000 0.002 0.003 320 20000
0.4 12 15 0.003 | 0.005 320 20000 0.002 0.003 260 20000 0.002 0.002 200 20000
0.45 2 2.2 0.1 0.2 2200 40000 0.08 0.15 1800 30000 0.06 0.1 1300 30000
0.45 4 4.4 0.05 0.12 1800 40000 0.04 0.08 1400 30000 0.03 0.05 900 25000
0.45 6 6.7 0.035 0.05 1200 30000 0.025 0.035 800 25000 0.015 0.025 600 20000
0.45 8 8.9 0.025 0.04 1000 30000 0.015 0.025 700 23000 0.008 0.015 500 20000
0.5 2 2 0.1 0.3 2500 40000 0.1 0.2 2000 30000 0.08 0.1 1400 25000
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R B+ R 7‘2—7‘511%%[8 | % X Ilﬂiﬂl
i Hardened Steel Hardened Steel Tool Steel
Workpiece Mate SKD61 * STAVAX * HPM-38 (~ 52HRC) SKD11 (~62HRC) SKH (~65HRC)
= S iR = pricso) =303 PN = briz) iR RS = piz

rial
B

3 3 0.1 0.3 2500 40000 0.1 0.2 2000 30000 0.08 0.1 1400 25000
0.5 4 4 0.1 0.2 2500 40000 0.05 0.15 1800 30000 0.05 0.1 1200 25000
0.5 5 5 0.05 0.15 2000 30000 0.04 0.1 1600 25000 0.03 0.05 920 20000
0.5 6 6 0.05 0.1 1800 30000 0.04 0.05 1200 25000 0.02 0.05 740 20000
0.5 7 7 0.04 0.06 1200 30000 0.03 0.04 950 25000 0.02 0.03 680 20000
0.5 8 8 0.04 0.06 1000 30000 0.03 0.04 860 25000 0.02 0.03 560 20000
0.5 9 9 0.03 0.05 820 25000 0.02 0.03 750 20000 0.01 0.02 500 18000
0.5 10 10 0.03 0.05 750 25000 0.02 0.03 620 20000 0.01 0.02 450 18000
0.5 12 12 0.01 0.03 600 20000 0.007 0.02 520 18000 0.005 0.01 400 16000
0.5 13 13 0.008 0.02 500 20000 0.005 0.01 420 18000 0.003 0.006 350 16000
0.5 14 14 0.005 0.01 420 20000 0.003 0.007 360 18000 0.002 0.005 320 16000
0.5 16 16 0.005 | 0.005 300 18000 0.003 0.005 250 16000 0.002 0.003 200 14000
0.5 18 18 0.003 | 0.005 180 18000 0.002 0.005 120 16000 0.002 0.002 85 14000
0.5 20 20 0.003 | 0.003 100 16000 0.002 0.003 75 14000 0.002 0.002 60 12000
0.5 22 22 0.002 | 0.003 50 14000 0.002 0.002 40 12000 0.001 0.002 35 10000
06 | 24 2 0.1 0.3 2500 30000 0.1 0.2 2000 30000 0.05 0.1 1600 25000
0.6 4 313 0.1 0.2 2500 30000 0.07 0.2 2000 30000 0.05 0.1 1600 25000
0.6 6 5 0.07 0.1 2000 30000 0.05 0.1 1600 25000 0.03 0.07 1200 20000
0.6 8 6.7 0.05 0.1 1600 30000 0.03 0.07 1200 25000 0.02 0.05 920 20000

0.07 1200 20000 0.02 0.05 860 20000 0.01 0.03 680 18000

o
o
N
S)
el
w
o
o
@

0.6 12 10 0.02 0.05 860 20000 0.01 0.03 620 20000 0.007 0.02 480 18000
0.6 14 | 117 0.02 0.03 600 18000 0.01 0.02 400 18000 0.005 0.01 300 16000
0.6 16 | 13.3 0.01 0.02 350 16000 0.005 0.01 250 16000 0.003 0.007 130 14000
0.7 8 5.7 0.12 0.2 2500 30000 0.08 0.15 1800 20000 0.03 0.08 1000 20000

0.7 12 8.6 0.07 0.12 1400 20000 0.04 0.08 1100 18000 0.015 0.05 700 18000
0.7 16 | 11.4 0.02 0.05 700 17000 0.01 0.03 600 17000 0.008 0.02 450 16000

0.75 3 2 0.15 0.3 3000 30000 0.1 0.3 2500 30000 0.1 0.2 2000 25000
0.75 4 27 0.15 0.3 3000 30000 0.1 0.3 2500 30000 0.1 0.2 2000 25000
0.75 6 4 0.15 0.2 3000 30000 0.1 0.2 2000 30000 0.1 0.1 1600 25000
0.75 8 5.3 0.1 0.2 2500 25000 0.05 0.2 1600 25000 0.05 0.1 1200 20000
0.75 | 10 6.7 0.1 0.1 2500 25000 0.05 0.1 1200 25000 0.05 0.05 860 20000
0.75 | 12 8 0.05 0.1 1800 20000 0.03 0.1 920 20000 0.02 0.05 780 18000

0.75 | 14 918 0.05 0.07 1200 20000 0.03 0.05 820 20000 0.02 0.03 650 18000
075 | 16 | 10.7 0.03 0.05 720 18000 0.02 0.03 650 18000 0.01 0.02 580 16000
0.75 | 18 12 0.02 0.04 550 16000 0.012 0.025 400 16000 0.008 0.015 400 14000
075 | 20 | 133 0.01 0.03 450 16000 0.01 0.02 360 16000 0.007 0.01 300 14000
0.75 | 22 | 147 0.01 0.02 330 14000 0.01 0.01 250 14000 0.007 0.007 200 12000
0.75 | 30 20 0.005 | 0.005 80 10000 0.003 0.005 60 10000 0.003 0.003 40 8000
0.8 8 5 0.1 0.2 2500 25000 0.07 0.15 2000 20000 0.05 0.1 1600 18000
0.8 12 7.5 0.07 0.1 1800 20000 0.05 0.07 1500 16000 0.03 0.05 1200 14000
0.8 16 10 0.03 0.05 720 16000 0.02 0.03 600 14000 0.015 0.02 480 12000
0.8 20 | 125 0.01 0.03 500 14000 0.01 0.02 380 12000 0.01 0.01 300 10000

1 3 1.5 0.2 0.5 3000 25000 0.2 0.5 2500 25000 0.15 0.3 2000 20000
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. . lardened Steel ardened Steel ool Steel
Workpiece Material SKD61 * STAVAX * HPM-38 (~ 52HRC) SKD11 (~62HRC) SKH (~65HRC)
iR = prizs) =303 RS = briz] iR RS = prics)

25 1125 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 | 17.5 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
1.25 6 2.4 0.3 0.4 2800 20000 0.2 0.5 2300 20000 0.15 0.4 2000 18000
1.25 8 3.2 0.25 0.3 2600 20000 0.15 0.3 2100 20000 0.12 0.25 1800 18000
1.25 | 10 4 0.2 0.3 2500 20000 0.15 0.2 2000 20000 0.1 0.15 1600 18000
125 | 15 6 0.1 0.2 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
1.25 | 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 0.8 3000 20000 0.2 0.6 2500 18000 0.2 0.5 2000 14000
1.5 8 27 0.2 0.8 3000 20000 0.2 0.6 2500 18000 0.2 0.5 2000 14000
1.5 10 3.3 0.2 0.6 2500 20000 0.2 0.4 2000 18000 0.1 0.3 1500 14000
1.5 12 4 0.2 0.6 2500 20000 0.2 0.4 2000 18000 0.1 0.3 1500 14000
1.5 14 | 4.7 0.1 0.4 2000 18000 0.1 0.3 1600 16000 0.1 0.2 1200 12000
1.5 16 53 0.1 0.4 2000 18000 0.1 0.3 1600 16000 0.1 0.2 1200 12000
1.5 20 6.7 0.1 0.3 1600 18000 0.1 0.2 1200 16000 0.1 0.1 960 12000
1.5 25 | 83 0.1 0.2 1200 16000 0.07 0.15 920 14000 0.05 0.07 800 10000
1.5 30 10 0.07 0.1 750 14000 0.05 0.07 640 12000 0.03 0.05 600 8600
1.5 35 | 117 0.05 0.1 620 12000 0.03 0.07 500 10000 0.02 0.05 420 7200
1.5 40 | 133 0.03 0.07 450 10000 0.02 0.05 320 8200 0.01 0.03 260 6400
1.75 | 15 | 43 0.25 1 3000 20000 0.15 0.5 2300 16000 0.13 0.4 1500 14000
1.75 | 20 5.7 0.18 0.6 2500 18000 0.1 0.3 1800 15000 0.1 0.2 1200 12000
1.75 | 25 71 0.12 0.35 1800 16000 0.1 0.2 1600 14000 0.06 0.12 1000 10000

1.75 | 30 8.6 0.1 0.25 1500 14000 0.07 0.15 950 11000 0.05 0.08 800 9000
175 | 35 10 0.08 0.2 1200 13000 0.07 0.12 800 10000 0.03 0.06 650 7500

175 | 40 |11.4 0.07 0.1 800 11000 0.04 0.07 720 9000 0.02 0.05 450 7000
175 | 45 | 129 0.06 0.07 700 10000 0.035 0.05 600 7500 0.015 0.03 320 6000
2 8 2 0.3 1.5 3000 20000 0.2 0.8 2500 16000 0.2 0.6 2000 12000
2 10 2.5 0.3 1.5 3000 20000 0.2 0.8 2500 16000 0.2 0.6 2000 12000
2 12 3 0.3 15 3000 20000 0.2 0.8 2500 16000 0.2 0.6 2000 12000
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HADHIA R H \;?_E%%sl%l I H ;T_ d Steel ;I:%@NI
. . jardene eel lardene teel ool Steel
Workpiece Material SKD61 + STAVAX * HPM-38 (~ 52HRC) SKD11 (~62HRC) SKH (~65HRC)
R = piizry iR iR = briz] R iR = piizs)

ne&
Cutter

Dia. mm/min mm/min mm/min
2 14 3.5 0.3 1.5 3000 20000 0.2 0.8 2000 16000 0.2 0.6 1600 12000
2 15 3.8 0.3 1.5 3000 20000 0.2 0.8 2000 16000 0.2 0.6 1600 12000
2 20 5 0.2 1 2400 16000 0.1 0.6 1800 14000 0.1 0.4 1400 10000
2 25 6.3 0.2 0.8 1600 16000 0.1 04 1200 14000 0.1 0.2 1000 10000
2 30 7.5 0.1 0.3 1600 14000 0.07 0.2 1200 10000 0.05 0.15 1000 8200
2 85) 8.8 0.1 0.2 1200 14000 0.07 0.15 1000 10000 0.05 0.1 820 8200
2 40 10 0.07 0.15 1200 12000 0.05 0.1 1000 8600 0.03 0.07 820 6800
2 45 | 11.3 0.07 0.1 750 12000 0.05 0.07 620 8600 0.03 0.05 500 6800
2 50 | 125 0.05 0.08 550 10000 0.03 0.05 500 7500 0.02 0.03 420 5500
2.5 10 2 0.3 1.5 3000 18000 0.2 1.2 2500 12000 0.2 0.7 2000 9200
25 15 3 0.3 1.5 3000 18000 0.2 1.2 2500 12000 0.2 0.7 2000 9200
25 20 4 0.3 1.2 3000 15000 0.2 1 2000 10000 0.15 0.5 1600 8000
25 25 5 0.2 1 2500 15000 0.15 0.8 1800 8600 0.1 0.3 1200 7200
25 30 6 0.2 0.8 2000 12000 0.15 0.5 1500 7600 0.1 0.2 860 6400
25 40 8 0.1 0.2 1200 10000 0.07 0.15 1000 6800 0.05 0.1 650 5500
3 10 1.7 0.3 2 3000 16000 0.3 1.2 2500 8000 0.2 1 2000 7000
3 15 25 0.3 2 3000 16000 0.3 1.2 2500 8000 0.2 1 2000 7000
&) 20 3.3 0.3 2 3000 16000 0.3 1.2 2500 8000 0.2 1 2000 7000
3 25 4.2 0.3 1.5 3000 16000 0.2 1 2000 8000 0.15 0.7 1500 7000
3 30 5] 0.2 1.5 3000 14000 0.2 1 2000 7200 0.15 0.7 1500 6500
3 35 5.8 0.2 1.2 2400 13000 0.17 0.8 1600 6800 0.12 0.5 1200 5800
&) 40 6.7 0.2 1 1800 12000 0.15 0.6 1200 6400 0.1 0.4 1000 5200
3 50 8.3 0.1 0.6 1200 8200 0.1 0.3 860 4800 0.05 0.2 620 4000
3 60 10 0.07 0.3 600 6000 0.05 0.15 450 3200 0.03 0.07 300 2500

XYIAENapFR B RNTIARE, aekmuE,, HEFREZLHF
XPEREAELLEE B RER L GIEE,
XARBIABRNMNEN AR, RETESBRARE, BHRAE,
XTERHEEAZBILESRS,

% Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.

%We recommend using oil mist coolant.

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

% Adjust milling conditions according to the volume of depth of cut and rigidity of machine.
% Length of tool overhang must be as Short as possible.
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70 SOLID CARBIDE END MILLS

27)EREFT]
2 Flute Reduced Neck Square End Mill
27)FBTET]

2 Flute Long Neck Square End Mill
A7IFT]

4 Flute Square End Mill

471 AFT]

4 Flute Long Neck Square End Mill
67]1F%7]

6 Flute Square End Mill
27)MR2MBTIEE

2 Flute Micro Radius End Mill

271 AEET]

2 Flute Long Neck Radius End Mill
47]EE7]

4 Flute Radius End Mill

A7) RBEET]

4 Flute Long Neck Radius End Mill

AT)ENRABEST]

4 Flute Straight Shank & Long Neck Radius End Mill

671 EMEZT]

6 Flute Straight Shank Radius End Mill

671 EfRFRAEST]

6 Flute Straight Shank & Long Neck Radius End Mill
27)3K7]

2 Flute Ball End Mill

271FgBRKT]

2 Flute Long Neck Ball End Mill

A7) FREIRKT]

4 Flute Standard Ball End Mill

SR tEGE, EBERTELTEE!

P136

P137-138

P139

P140-141

P142

P143

P144-145

P146-149

P150-158

P159-160

P161

P162-163

P164

P165-168

P169

Top performance, Competitive Price!
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¥ = Milling Series
Ké&stion 70 i
2TJERZET] 2 Flute Reduced Neck Square End Mill

/
0
oD d

- v

<«
Te
a

A | e Zl sk Z e Z TR | @R | EAMNEE
AZ: d=h5 Tolerance Coating | Slotting Z4 | side Milling Zi | Face Milling 7 Flute | Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0-002 AITiSi © © © 2 30° HRC<70

WHIEIAEL Cutting Materials O 3% iE4 Very Suitable O3E4& Suitable

BEN aem BER B | Hordedbee | REW | #AS | BA A | WE| BB | mEAe
Csat;beoln Alloy Steel Tglrrlmjsgrcg;gt%el Cast Iron <52hre | >52hre Stsatlgle?ss T'til'?g;m Alumlt:)r;lum Copper | Resin | Graphite | Super Alloy
O O © © O O
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length
70.0005.0010.2F 0.05 0.1 4 45
70.0006.0012.2F 0.06 0.12 4 45
70.0007.0014.2F 0.07 0.14 4 45
70.0008.0016.2F 0.08 0.16 4 45
70.0009.0018.2F 0.09 0.18 4 45
70.0010.0020.2F 0.1 0.2 4 45
70.0015.0030.2F 0.15 0.3 4 45
70.0020.0040.2F 0.2 0.4 4 45
70.0025.0050.2F 0.25 0.5 4 45
70.0030.0060.2F 0.3 0.6 4 45
70.0035.0070.2F 0.35 0.7 4 45
70.0040.0080.2F 0.4 0.8 4 45
70.0045.0090.2F 0.45 0.9 4 45
70.0050.0100.2F 0.5 1 4 45
70.0055.0110.2F 0.55 1.1 4 45
70.0060.0120.2F 0.6 1.2 4 45
70.0065.0130.2F 0.65 1.3 4 45
70.0070.0140.2F 0.7 1.4 4 45
70.0075.0150.2F 0.75 1.5 4 45
70.0080.0160.2F 0.8 1.6 4 45
70.0085.0170.2F 0.85 1.7 4 45
70.0090.0180.2F 0.9 1.8 4 45
70.0095.0190.2F 0.95 1.9 4 45
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2T713%383J] 2 Flute Long Neck Square End Mill

Al d

12 ’7

4~

,
e ——— .

®d1

| Am lZ g 7 |mw V| mu | sms | saneEs
Az d=h5 Tolerance Coating Slotting 4 Side Milling L£4 | Face MiIIing_-A| Flute Helix Angle | Workpiece HRC
D=3 0,-0.015 -
3<D<20 0.-0.02 AITiSi o O © 2 30° HRC<70
THIAEL Cutting Materials O3E#iE4 Very Suitable O3E4 Suitable
BEM aem WEN | B% | edomdbee | FER | %A | 88 @ |mE | B | mEA
Csatr;zbeclm Alloy Steel Teorﬁsgl?eh;gt%el Cast Iron <52hre | >52hre St;{g(ljss T|tAa|r|1(|)L\1/m Alumltg;um Copper | Resin | Graphite | Super Alloy
O O © O O
Es 7% (D) B (11) 7 (1) B (d1) Wiz (d) 2 (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.01.003.2F 0.3 45
70.01.004.2F 0.4 45
70.01.005.2F 0.1 0.5 0.08 0.085 4 45
70.01.006.2F 0.6 45
70.01.008.2F 0.8 45
70.01.010.2F 1 45
70.02.006.2F 0.6 45
70.02.008.2F 0.8 45
70.02.010.2F 1 45
0.2 0.16 0.18 4
70.02.012.2F 1.2 45
70.02.015.2F 1.5 45
70.02.020.2F 2 45
70.03.008.2F 0.8 45
70.03.010.2F 1 45
70.03.012.2F 1.2 45
70.03.015.2F 0.3 1.5 0.24 0.28 4 45
70.03.020.2F 2 45
70.03.025.2F 2.5 45
70.03.030.2F 3 45
70.04.010.2F 1 45
70.04.015.2F 1.5 45
70.04.020.2F 2 45
70.04.025.2F 0.4 2.5 0.32 0.37 4 45
70.04.030.2F S 45
70.04.040.2F 4 45
70.04.050.2F ) 45
70.04.060.2F 6 45
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K&stian 70 s
2713%83J] 2 Flute Long Neck Square End Mill
L |
h dd

12 ’7

s

®D }
®d1
e | e Zl s |Z @ Z nE | Bies | EeHEEE
AE: d=h5 Tolerance Coating Slotting el Side Milling 'L£4 | Face Milling_-/él Flute | Helix Angle | Workpiece HRC
D<3 0,-0.015 -
3<D<20 0.-0.02 AITiSi O O O 2 30° HRC<70
WHIEIEL Cutting Materials O 3E#%1& 4 Very Suitable O ;&4 Suitable
] ETESN _ —
= =R 8 W K Hardened Steel AN REE i) | W PaES Ny
C;tlfebecin Alloy Steel T%jsgf:;gt%el Cast Iron <52hre | >52hre Stsatlgle?ss TltAaIr|1(|)t;m AIuLmér;um Copper | Resin | Graphite | Super Alloy
O O O O O O
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.05.015.2F 1.5 45
70.05.020.2F 2 45
70.05.030.2F 3 45
70.05.040.2F 0.5 4 0.4 0.46 4 45
70.05.060.2F 6 45
70.05.080.2F 8 45
70.05.100.2F 10 50
70.06.015.2F 1.5 45
70.06.020.2F 2 45
70.06.030.2F S 45
70.06.040.2F 0.6 4 0.48 0.56 4 45
70.06.060.2F 6 45
70.06.080.2F 8 45
70.06.100.2F 10 50
70.08.020.2F 2 45
70.08.030.2F S 45
70.08.040.2F 4 45
70.08.060.2F 0.8 6 0.64 0.76 4 45
70.08.080.2F 8 45
70.08.100.2F 10 50
70.08.120.2F 12 50
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L
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1 2
®D /l T n
Picture 1 J J
L
2 ! ’&
Picture 2 “’DI I
22 ge D | g | V| s | sme | sennes
(B |A / A
A%E: d=h5 Tolerance Coating | Slotting 3 Side Milling 'k£4. | Face MiIIing_-A| Flute | HelixAngle | Workpiece HRC
D=3 0,-0.015
3<D<20 0.-0.02 AITiSi @) O O 4 30°/50° HRC<70
WHIEIMEL Cutting Materials ©3E#iE4& Very Suitable O3&4 Suitable
o ; R ~ e = = .
e A€W 7 W ek Hardened Steel REN RER BE e WiBE A% BNy
Csatrebecin Alloy Steel T%Jggfgggt%el Cast Iron <52hre | >52hre Stsat'gé?ss T'tzng;,m Alumltér;lum Copper | Resin | Graphite | Super Alloy
O O O O O O
T8RS 71 (D) 74 (1) 1z (d) 2K (L)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length Picture
70.0080.0240.4F 0.8 2.4 4 60 1
70.0100.0300.4F 1 & 6 60 1
70.0150.0450.4F 1.5 4.5 6 60 1
70.0200.0600.4F 2 6 6 60 1
70.0250.0750.4F 25 7.5 6 60 1
70.0300.0900.4F S 9 6 60 1
70.0400.1200.4F 4 12 6 60 1
70.0500.1500.4F 5 15 6 60 1
70.0600.15.060.4F 6 15 6 60 2
70.0600.15.075.4F 6 15 6 75 2
70.0600.15.100.4F 6 15 6 100 2
70.0800.20.060.4F 8 20 8 60 2
70.0800.20.075.4F 8 20 8 75 2
70.0800.20.100.4F 8 20 8 100 2
70.1000.25.075.4F 10 25 10 75 2
70.1000.30.100.4F 10 30 10 100 2
70.1000.30.125.4F 10 30 10 125 2
70.1200.25.075.4F 12 25 12 75 2
70.1200.30.100.4F 12 30 12 100 2
70.1200.30.150.4F 12 30 12 150 2
70.1600.40.100.4F 16 40 16 100 2
70.1600.40.150.4F 16 40 16 150 2
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AT7)FEE¥T] 4 Flute Long Neck Square End Mill

4 &d

12 ’7

S

[———0 -

®d1

e | e Zl sk Z e Z TR | @R | EEMNEE
AZ: d=h5 Tolerance Coating | Slotting Z4 | side Milling Zi | Face Milling 7 Flute | Helix Angle | Workpiece HRC
D=3 0,-0.015
3<D<20 0,-0.02 AITiSI ©) ©) ©) 4 30° HRC<70

WHIEIMEL Cutting Materials ©3E#iE4& Very Suitable O3&4 Suitable

BER aem BER B | Hordoedhee | REW | #AS | ®A A | wWE| BB | @EAe
C;trebéi 0 Alloy Steel T@_inqjsgrcgdecsit%el Cast Iron <52hre | >52hre Stsatlgle?ss T'tg{l‘g\’/m Alumlt:)r;lum Copper | Resin | Graphite | Super Alloy
O O @) @ O O
1TES 7]% (D) ‘=R (1) 7 (1) Bz (d1) w1z (d) £ (L)

Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.10.040.4F 4 50
70.10.060.4F 6 50
70.10.080.4F 1 8 15 0.95 4 50
70.10.100.4F 10 50
70.10.120.4F 12 50
70.10.150.4F 15 50
70.15.060.4F 6 50
70.15.080.4F 8 50
70.15.100.4F 10 50
70.15.120.4F 12 50
70.15.150.4F 15 15 2.25 145 4 50
70.15.200.4F 20 60
70.15.250.4F 25 60
70.15.300.4F 30 75
70.20.080.4F 8 50
70.20.100.4F 10 50
70.20.120.4F 12 50
70.20.160.4F 16 50
70.20.200.4F 2 20 3 1.94 4 60
70.20.250.4F 25 60
70.20.300.4F 30 75
70.20.350.4F 85 75
70.20.400.4F 40 75
70.25.080.4F 8 50
70.25.100.4F 10 50
70.25.150.4F 15 50
70.25.200.4F 20 60
70.25.250.4F 25 25 375 24 4 60
70.25.300.4F 30 75
70.25.350.4F 85 75
70.25.400.4F 40 75
70.25.450.4F 45 80
70.25.500.4F 50 80
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A471FEE¥ET] 4 Flute Long Neck Square End Mill

&d

12 ’7

[

— S

dd1

e | Am é s 7 |mw V| mu | sms | saneEs
AZ: d=h5 Tolerance Coating Slotting 4 Side Milling [I£4_ | Face MiIIing_-A| Flute | Helix Angle | Workpiece HRC
D=3 0,-0.015 -
3<D<20 0.-0.02 AITiSi (@] O © 4 30° HRC<70
WHIEIAEL Cutting Materials O 3E#iE4 Very Suitable O3E4& Suitable
BEN aem BER B | Hordedbee | REW | #AS | BA A | WE| BB | mEAe
Csat?ec;n Alloy Steel Tglnlqjsgrcgjgt%el Cast Iron <52hre | >52hre Stsatlgle?ss T'tinél\’/m Alu?fg;,um Copper | Resin | Graphite | Super Alloy
O O O O O O
Es 7% (D) B (1) 7 (1) B2 (d1) iz (d) 2 (L)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.30.100.4F 10 50
70.30.160.4F 16 60
70.30.200.4F 20 60
70.30.250.4F 25 75
70.30.300.4F 30 75
70.30.350.4F 3 85 4.5 2.85 6 75
70.30.400.4F 40 75
70.30.450.4F 45 100
70.30.500.4F 50 100
70.30.550.4F 855 100
70.30.600.4F 60 100
70.40.160.4F 16 60
70.40.200.4F 20 60
70.40.250.4F 25 5]
70.40.300.4F 30 75
70.40.400.4F 4 40 6 3.8 6 75
70.40.500.4F 50 100
70.40.600.4F 60 100
70.40.700.4F 70 110
70.40.800.4F 80 120
70.50.160.4F 16 60
70.50.200.4F 20 60
70.50.250.4F 25 75
70.50.300.4F 5 30 75 48 6 75
70.50.400.4F 40 75
70.50.500.4F 50 100
70.50.600.4F 60 100
70.50.800.4F 80 120
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67J3£J] 6 Flute Square End Mill

L
L @d
1 2 [
oD | i N
Picture 1 J U
L
2 / ’&
Picture 2 “’DI I
e | e Zl s z e Z nE | iR | EeMNEE
Az d=h5 Tolerance Coating Slotting ‘4 Side Milling E£4 | Face Milling_-/él Flute Helix Angle | Workpiece HRC
D<3 0,-0.015
3<D<20 0.-0.02 AITiSi O O 6 50° HRC<70
ETHIAEL Cutting Materials O dE#iE4 Very Suitable O3&%4 Suitable
HEN ae® BEN | B9 | Hdordbee | FEW | #Ae | ®AS | @ |WE | &8 | mEs
C;tl'ebecin Alloy Steel Tecgﬁsgfeh;gtgelel Cast Iron <52hre | >52hre Stsatlgle?ss Titﬁng;,m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
O O @ © O O
TS 7 (D) M (r) i (d)
Code No. Cutter Dia. Length of Cut Shank Dia. Overall Length Picture
70.0300.0900.6F 3 9 6 60 1
70.0400.1200.6F 4 12 6 60 1
70.0500.1500.6F 5 15 6 60 1
70.0600.1500.6F 6 15 6 60 2
70.0600.2600.6F 6 26 6 75 2
70.0800.2000.6F 8 20 8 75 2
70.0800.3600.6F 8 36 8 100 2
70.1000.2500.6F 10 25 10 75 2
70.1000.4600.6F 10 46 10 100 2
70.1200.3000.6F 12 30 12 100 2
70.1200.5600.6F 12 56 12 120 2
70.1400.3500.6F 14 35 14 100 2
70.1600.4000.6F 16 40 16 100 2
70.1600.6600.6F 16 66 16 150 2
70.1800.4000.6F 18 40 18 120 2
70.2000.4500.6F 20 45 20 125 2
70.2000.7600.6F 20 76 20 150 2
70.2000.10000.6F 20 100 20 180 2
70.2500.6000.6F 25 60 25 160 2
70.2500.10000.6F 25 100 25 180 2
70.3000.11000.6F 30 110 32 200 2
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2TJINZR21ZT]EE 2 Flute Micro Radius End Mill

L |
R { ®d
as—— N
Sl S — D
A d=hs Tolerance e | Am lZ g 7 |mw V| mu | sms | saneEs
D<3 0,-0.015 Coating Slotting A Side Milling [£4 | Face MiIIing_-A| Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02 ,
R £0.005 AITiSi @] O © 2 30° HRC<70
WHIEIMEL Cutting Materials O 3E%iE & Very Suitable O3&#& Suitable
=N a2l G158 B Harcﬁ:ﬂ%ﬂteel RENR REE BE EEE] WBE A% BRaE
Cszat;be?n Alloy Steel T&#nggjgt%d Cast Iron <52hre | >52hre Stsatigleelss TitAang\’/m AIUX‘ﬁ)r;um Copper | Resin | Graphite | Super Alloy
O O © O O O
TS 77 (D) Ef (R) e (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
70.01.02.002.2R 0.1 R0.02 0.2 4 45
70.015.03.003.2R 0.15 R0.03 0.3 4 45
70.02.04.003.2R 0.2 R0.03 0.4 4 45
70.03.06.005.2R 0.3 R0.05 0.6 4 45
70.04.08.005.2R 0.4 R0.05 0.8 4 45
70.04.08.010.2R 0.4 RO.1 0.8 4 45
70.05.10.005.2R 0.5 R0.05 1 4 45
70.05.10.010.2R 0.5 RO.1 1 4 45
70.06.12.005.2R 0.6 R0.05 1.2 4 45
70.06.12.010.2R 0.6 RO.1 1.2 4 45
70.07.14.005.2R 0.7 R0.05 1.4 4 45
70.07.14.010.2R 0.7 RO0.1 1.4 4 45
70.08.16.005.2R 0.8 R0.05 1.6 4 45
70.08.16.010.2R 0.8 RO.1 1.6 4 45
70.09.18.005.2R 0.9 R0.05 1.8 4 45
70.09.18.010.2R 0.9 RO.1 1.8 4 45
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75&7 . E)] 2 Flute Long Neck Radius End Mill

R [ *d
[—— s e
oo} — 13
¢d2

R — e | Z ek Z &k Z N | BisR | EAMEEE
D=3 0.-0.015 Coating Slotting IA Side Milling |A. Face Mllllngﬁ Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . P . — N <

R 20.005 AlITiSi O O © 2 30 HRC<70

EIEIEL Cutting Materials O 3E%3E4 Very Suitable O 354 Suitable

BEM aem WEREN | B8 | Hadordbee | THW | #AS | BAS | @ |WE | &% | S8as
Csatrebec;n Alloy Steel Tg':::;grcgdecsit%el Cast Iron <52hre | >52hre Stsatig‘leelss Tit/il';g;m Alum%r;um Copper | Resin | Graphite | Super Alloy
O O © © O O
n& () | \a(R) | msx(n) wg (01) | @@ (d) | 2K (1)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
70.02.006.003.2LR 0.6 45
70.02.008.003.2LR 0.8 45
70.02.010.003.2LR 0.2 R0.03 1 0.16 0.18 4 45
70.02.012.003.2LR 1.2 45
70.02.015.003.2LR 1.5 45
70.02.020.003.2LR 2 45
70.03.008.005.2LR 0.8 45
70.03.010.005.2LR 1 45
70.03.012.005.2LR 1.2 45
70.03.015.005.2LR 0.3 R0.05 1.5 0.24 0.28 4 45
70.03.020.005.2LR 2 45
70.03.025.005.2LR 2.5 45
70.03.030.005.2LR 3 45
70.04.010.005.2LR 1 45
70.04.015.005.2LR 1.5 45
70.04.020.005.2LR 2 45
70.04.025.005.2LR 0.4 R0.05 25 0.32 0.37 4 45
70.04.030.005.2LR & 45
70.04.040.005.2LR 4 45
70.04.050.005.2LR 5 45
70.04.060.005.2LR 6 45

70.05.015.005.2LR {E5 45

70.05.020.005.2LR 2 45
70.05.030.005.2LR 3 45
70.05.040.005.2LR R0.05 4 4 45
70.05.060.005.2LR 6 45
70.05.080.005.2LR 8 45
70.05.100.005.2LR 05 10 04 0.46 50
70.05.015.010.2LR 1.5 45

70.05.020.010.2LR 2 45
70.05.030.010.2LR 3 45
70.05.040.010.2LR RO0.1 4 4 45
6
8

70.05.060.010.2LR 45
70.05.080.010.2LR 45
70.05.100.010.2LR 10 50
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,5&7 . E]] 2 Flute Long Neck Radius End Mill

R h &d

n‘ \Tﬁ“ 12

A 45 Toleance A | lZl ek AL Z nE | WA | EAMEEE
D<3 0,-0.015 Coating Slotting Side Milling |A Face MI||Ing_/AI Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . N ~ p R

R £0.005 AITiSi ©) ©) ©) 2 30 HRC<70

wWHIEA L Cutting Materials O3 & & Very Suitable O3&#& Suitable

BE aem WER | % | vadordbee | FBW | YA | HAs | @ |WE | &% | smas
Csiré’él’n Alloy Steel Tgnﬁggﬁgjgt%el Cast Iron <52hre | >52hre Stéa\tigleelss Titl_a\lrfél;m AIu;\nLtl’r;um Copper | Resin | Graphite | Super Alloy
O O O O O O
TS 7 (D) | @A (R) | BEKk (1) | 7K () | B=E(d) | BE& (d) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.06.015.005.2LR 1.5 45
70.06.020.005.2LR 2 45
70.06.040.005.2LR R0.05 4 4 45
70.06.060.005.2LR 6 45
70.06.080.005.2LR 8 45
70.06.100.005.2LR 06 10 048 056 50
70.06.015.010.2LR 1.5 45
70.06.020.010.2LR 2 45
70.06.040.010.2LR 4 45
70.06.060.010.2LR RO.1 6 4 45
70.06.080.010.2LR 8 45
70.06.100.010.2LR 10 50
70.08.020.005.2LR 2 45
70.08.030.005.2LR 3 45
70.08.040.005.2LR 4 45
70.08.060.005.2LR R0.05 6 4 45
70.08.080.005.2LR 8 45
70.08.100.005.2LR 10 50
70.08.120.005.2LR 12 50
70.08.020.010.2LR 2 45
70.08.030.010.2LR 3 45
70.08.040.010.2LR 4 45
70.08.060.010.2LR 0.8 RO.1 6 0.64 0.76 4 45
70.08.080.010.2LR 8 45
70.08.100.010.2LR 10 50
70.08.120.010.2LR 12 50
70.08.020.020.2LR 2 45
70.08.030.020.2LR 3 45
70.08.040.020.2LR 4 45
70.08.060.020.2LR R0.2 6 4 45
70.08.080.020.2LR 8 45
70.08.100.020.2LR 10 50
70.08.120.020.2LR 12 50
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L |
R 4 ¢d
\ 12 |
N
P BN i
AZ: d=h5 Tolerance ﬁi FHE Z Uk Z HH Z T 2N EAMRIERE
D<3 0,-0.015 Coating Slotting IA Side Milling |A. Face Milling _|A Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 — p — - —
R £0.005 AITISi o © © 4 30°/50° | HRC<70

WAL Cutting Materials O 3% & & Very Suitable O3&#& Suitable

R aem WER | % | adomdbee | FHW | YA | #As | @ |WE | &% | s8as
Csaltré)ec?n Alloy Steel Tgnﬁjgg?gjgt%el Cast Iron <52hre | >52hre Stsa\tigleelss Tit:ﬁg'"lm Alurgr;um Copper | Resin | Graphite | Super Alloy
O O O O O O
7% (D) Ef (R) T (1) i (d) £ (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
70.010.02.005.050.4R R0.05 50
70.010.02.01.050.4R RO.1 50
70.010.02.02.050.4R ! R0.2 2 4 50
70.010.02.03.050.4R R0.3 50
70.015.03.005.050.4R R0.05 50
70.015.03.01.050.4R RO.1 50
70.015.03.02.050.4R 15 R0.2 3 4 50
70.015.03.03.050.4R R0.3 50
70.020.04.005.050.4R R0.05 50
70.020.04.01.050.4R RO0.1 50
70.020.04.02.050.4R 2 R0.2 4 4 50
70.020.04.03.050.4R R0.3 50
70.020.04.05.050.4R R0.5 50
70.030.06.005.050.4R R0.05 50
70.030.06.01.050.4R RO.1 50
70.030.06.02.050.4R 3 R0.2 6 6 50
70.030.06.03.050.4R R0.3 50
70.030.06.05.050.4R R0.5 50
70.030.06.10.050.4R R1 50
70.040.08.01.050.4R RO0.1 50
70.040.08.02.050.4R R0.2 50
70.040.08.03.050.4R 4 R0.3 8 6 50
70.040.08.05.050.4R R0.5 50
70.040.08.10.050.4R R1 50
70.050.10.01.050.4R RO.1 50
70.050.10.02.050.4R R0.2 50
70.050.10.03.050.4R 5 R0.3 10 6 50
70.050.10.05.050.4R R0.5 50
70.050.10.10.050.4R R1 50
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L |
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w0 1 =
AZ: d=h5 Tolerance gi FE Zl M_IJ%’& » |Z [ » Z TIE ﬂ%ﬁi% iﬁﬁ"f{lﬂﬁ)ﬁ
D=3 0,-0.015 Coating Slotting 4 Side Milling L& Face Milling _Z4 Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02
R £0.005 AITiSi @) @) O 4 30°/50° HRC<70
WAL Cutting Materials O3EE & & Very Suitable O3&#& Suitable
R aem WER | B% | mdomdhed | AE® | #ae | Bae | @ W | AR | e
C;t;be?n Alloy Steel Télnl:re)g?:degt%el Cast Iron <5ohre | >52hre St;gg(ljss TitAalr;éL:/m AIUR1 Lc')';um Copper | Resin | Graphite | Super Alloy
O O @ O O O
THES 7% (D) Ef (R) 7+ (1) Wz (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
70.060.12.01.060.4R 60
70.060.12.01.075.4R 6 RO.1 12 6 75
70.060.12.01.100.4R 100
70.060.12.02.060.4R 60
70.060.12.02.075.4R 6 R0.2 12 6 75
70.060.12.02.100.4R 100
70.060.12.03.060.4R 60
70.060.12.03.075.4R 6 RO0.3 12 6 75
70.060.12.03.100.4R 100
70.060.12.05.060.4R 60
70.060.12.05.075.4R 6 R0.5 12 6 75
70.060.12.05.100.4R 100
70.060.12.10.060.4R 60
70.060.12.10.075.4R 6 R1 12 6 75
70.060.12.10.100.4R 100
70.080.16.01.060.4R 60
70.080.16.01.075.4R 8 RO.1 16 8 75
70.080.16.01.100.4R 100
70.080.16.02.060.4R 60
70.080.16.02.075.4R 8 R0.2 16 8 75
70.080.16.02.100.4R 100
70.080.16.03.060.4R 60
70.080.16.03.075.4R 8 RO0.3 16 8 75
70.080.16.03.100.4R 100
70.080.16.05.060.4R 60
70.080.16.05.075.4R 8 R0.5 16 8 75
70.080.16.05.100.4R 100
70.080.16.10.060.4R 60
70.080.16.10.075.4R 8 R1 16 8 75
70.080.16.10.100.4R 100
70.080.16.20.060.4R 60
70.080.16.20.075.4R 8 R2 16 8 75
70.080.16.20.100.4R 100
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Milling Series

HEHIZRS

L |
R\ ! od ‘
o |1 u
A G=h5  Tolerance A | IZI mE |Z mE Z nH | @iEs | EAHHEE
D<3 0,-0.015 Coating Slotting A Side Milling k£ Face Milling _Z4 Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02
R £0.005 AITiSi @) O © 4 30°/50° HRC<70
WHIEIMEL cutti ng Materials O 3E#i&& Very Suitable O3&& Suitable
=N =Eal] A RN 7223 Hargﬁggmsmel AEN Kas BasE ) S fsE BREE
Csatrebec;n Alloy Steel Tgrl'njggrcgggtge‘el Cast Iron <52hre | >52hre Stsatigtljss Tit/ilr;g;m AIuLn%r;um Copper | Resin | Graphite | Super Alloy
O O o o O O
TS m% (D) T (1) iz (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
70.100.20.01.075.4R 75
70.100.20.01.100.4R 10 RO.1 20 10 100
70.100.20.01.125.4R 125
70.100.20.02.075.4R 75
70.100.20.02.100.4R 10 R0.2 20 10 100
70.100.20.02.125.4R 125
70.100.20.03.075.4R 75
70.100.20.03.100.4R 10 R0.3 20 10 100
70.100.20.03.125.4R 125
70.100.20.05.075.4R 75
70.100.20.05.100.4R 10 R0O.5 20 10 100
70.100.20.05.125.4R 125
70.100.20.10.075.4R 75
70.100.20.10.100.4R 10 R1 20 10 100
70.100.20.10.125.4R 125
70.100.20.20.075.4R 75
70.100.20.20.100.4R 10 R2 20 10 100
70.100.20.20.125.4R 125
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Milling Series / KI3Z
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A7]EE7J] 4 Flute Radius End Mill

L |
R / ¢d ‘
[ I
60 |-f I
NZE: d=h5 Tolerance ﬁi FHE Zl % |Z | Z T YRR BEAMEEE
D<3 0,-0.015 Coating Slotting Side Milling Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . ~ p ; — -
R £0.005 AITISi © © ©) 4 30°/50° | HRCs<70

WHUIE MR Cutting Materials O 3% & & Very Suitable O & & Suitable

wEM a8 WEM | #8% | nadowdheel | AEW | tA | BA® | @ | WE | 5B | =eas
C;t;beclm Alloy Steel Tecrl'lgre)gl?:c?gt%el Cast Iron <52hre | >52hre Stsatig(ljss Tit:nél;m Alult\nuor;um Copper | Resin | Graphite | Super Alloy
O O ©) ©) ©) @)
THS 7142 (D) Ef (R) 7+ (1) iz (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
70.120.24.01.075.4R 75
70.120.24.01.100.4R 12 RO.1 24 12 100
70.120.24.01.150.4R 150
70.120.24.02.075.4R 1S
70.120.24.02.100.4R 12 R0.2 24 12 100
70.120.24.02.150.4R 150
70.120.24.03.075.4R 75
70.120.24.03.100.4R 12 R0.3 24 12 100
70.120.24.03.150.4R 150
70.120.24.05.075.4R 7%
70.120.24.05.100.4R 12 R0.5 24 12 100
70.120.24.05.150.4R 150
70.120.24.10.075.4R 75
70.120.24.10.100.4R 12 R1 24 12 100
70.120.24.10.150.4R 150
70.120.24.20.075.4R 75
70.120.24.20.100.4R 12 R2 24 12 100
70.120.24.20.150.4R 150
70.160.32.05.100.4R 100
70.160.32.05.150.4R 16 RO-5 32 16 150
70.160.32.10.100.4R 100
70.160.32.10.150.4R 16 Ri 2 16 150
70.160.32.20.100.4R 100
16 R2 32 16
70.160.32.20.150.4R 150
70.160.32.30.100.4R 100
16 R3 32 16 P —
70.160.32.30.150.4R 150
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75&7 . E)] 4 Flute Long Neck Radius End Mill

L |
R [ &d
NIt e
D B S e T -
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NE: d=h5 Tolerance ﬁi FriE Z k=S Z [k Z T YRGE EAMEIERE
D=3 0.-0.015 Coating Slotting IA Side Milling |A- Face MI||Ing4I Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — . — - - :
R £0.005 AITISI o o o 4 30 HRC<70

FEEIEL Cutting Materials O 3E%3E4 Very Suitable O 354 Suitable

BEM aem WEREN | B | Hadordbee | THW | $AS | BAS | @ |WE | &% | S8as
Csatrebec;n Alloy Steel Tg':::;grc:decsjt%el Cast Iron <5ohre | >52hre Stsatlg‘leelss T't/il';g;m Alum%r;um Copper | Resin | Graphite | Super Alloy
O O © © O O
n& () | @ (R) | msx (1) wg (01) | @@ (d) | 2K (1)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
70.10.030.005.4LR 3 50
70.10.040.005.4LR 4 50
70.10.060.005.4LR 6 50
70.10.080.005.4LR 1 R0.05 8 0.8 0.95 4 50
70.10.100.005.4LR 10 50
70.10.120.005.4LR 12 50
70.10.150.005.4LR 15 50
70.10.030.010.4LR & 50
70.10.040.010.4LR 4 50
70.10.060.010.4LR 6 50
70.10.080.010.4LR 1 RO.1 8 0.8 0.95 4 50
70.10.100.010.4LR 10 50
70.10.120.010.4LR 12 50
70.10.150.010.4LR 15 50
70.10.030.020.4LR 3 50
70.10.040.020.4LR 4 50
70.10.060.020.4LR 6 50
70.10.080.020.4LR 1 R0.2 8 0.8 0.95 4 50
70.10.100.020.4LR 10 50
70.10.120.020.4LR 12 50
70.10.150.020.4LR 15 50
70.10.030.030.4LR & 50
70.10.040.030.4LR 4 50
70.10.060.030.4LR 6 50
70.10.080.030.4LR 1 R0.3 8 0.8 0.95 4 50
70.10.100.030.4LR 10 50
70.10.120.030.4LR 12 50
70.10.150.030.4LR 15 50
70.15.040.005.4LR 4 50
70.15.060.005.4LR 6 50
70.15.080.005.4LR 15 R0.05 8 1.2 1.43 4 50
70.15.100.005.4LR 10 50
70.15.120.005.4LR 12 50
70.15.150.005.4LR 15 50
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L \
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AZ: d=h5 Tolerance ﬁi FHiE Zl ks 7 fisikza Z UL [=4rg =] EAMRIEE
D<3 0,-0.015 Coating Slotting Side Milling |A Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . N - ; .
R £0.005 AITiSi ©) O ©) 4 30 HRC<70

EIEIEL Cutting Materials O 3E% &4 Very Suitable O 354 Suitable

BEM aem WERN | B | aderdbee | THW | $AS | HAS | @ |WE | &% | &8as
Csatrebec;n Alloy Steel Tgﬁlre)grcgggtge‘el Cast Iron <52hre | >52hre Stsatig(ljss Tit/ing;m AIuLn%r;um Copper | Resin | Graphite | Super Alloy
O O @ @ O O
iTHS ni (D) | @R (R) | @ak (1) | 7K () | BR=E (d1) | BE& (d) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.15.200.005.4LR 20 60
70.15.250.005.4LR 1.5 R0.05 25 1.2 1.43 4 75
70.15.300.005.4LR 30 75
70.15.040.010.4LR 4 50
70.15.060.010.4LR 6 50
70.15.080.010.4LR 8 50
70.15.100.010.4LR 10 50
70.15.120.010.4LR 1.5 RO.1 12 1.2 1.43 4 50
70.15.150.010.4LR 15 50
70.15.200.010.4LR 20 60
70.15.250.010.4LR 25 75
70.15.300.010.4LR 30 75
70.15.040.020.4LR 4 50
70.15.060.020.4LR 6 50
70.15.080.020.4LR 8 50
70.15.100.020.4LR 10 50
70.15.120.020.4LR 1.5 R0.2 12 1.2 1.43 4 50
70.15.150.020.4LR 15 50
70.15.200.020.4LR 20 60
70.15.250.020.4LR 25 75
70.15.300.020.4LR 30 75
70.15.040.030.4LR 4 50
70.15.060.030.4LR 6 50
70.15.080.030.4LR 8 50
70.15.100.030.4LR 10 50
70.15.120.030.4LR 1.5 R0.3 12 1.2 1.43 4 50
70.15.150.030.4LR 15 50
70.15.200.030.4LR 20 60
70.15.250.030.4LR 25 75
70.15.300.030.4LR 30 {5
70.20.060.010.4LR 6 50
70.20.080.010.4LR 2 RO 8 16 191 4 50
70.20.100.010.4LR 10 50
70.20.120.010.4LR 12 50
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75&7 . E)] 4 Flute Long Neck Radius End Mill

L |
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#D B S e T -
¢dn
NE: d=h5 Tolerance ﬁi FriE Z k=S Z [k Z T YRGER EAMEIERE
D=3 0.-0.015 Coating Slotting IA Side Milling |A- Face MI||Ing4I Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — . — - - :
R +0.005 AITISi o @ (¢ 4 30 HRC<70

WIIEIMEL Cutting Materials O 3E#3E & Very Suitable O3&%& Suitable

BEM aem WERN | #% | Hadordbee | THW | #AS | BAS | @ |WE | &2 | S8as
Csatrebec;n Alloy Steel Tgﬁlsgrcgdecsjt%el Cast Iron <52hre | >52hre Stsatig‘leelss Tit/il';ti"‘;m Alumltg;um Copper | Resin | Graphite | Super Alloy
O O © © O O
n& (0) | @ (R) | msx (1) wg (01) | @@ (d) | 2K (1)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
70.20.160.010.4LR 16 50
70.20.200.010.4LR 20 60
70.20.250.010.4LR 25 75
70.20.300.010.4LR 2 RO 30 16 191 4 75
70.20.350.010.4LR 35 75
70.20.400.010.4LR 40 75
70.20.060.020.4LR 6 50
70.20.080.020.4LR 8 50
70.20.100.020.4LR 10 50
70.20.120.020.4LR 12 50
70.20.160.020.4LR 16 50
2 R0.2 1.6 1.91 4 Y
70.20.200.020.4LR 20 60
70.20.250.020.4LR 25 75
70.20.300.020.4LR 30 75
70.20.350.020.4LR 35 75
70.20.400.020.4LR 40 75
70.20.060.030.4LR 6 50
70.20.080.030.4LR 8 50
70.20.100.030.4LR 10 50
70.20.120.030.4LR 12 50
70.20.160.030.4LR 16 50
2 R0.3 1.6 1.91 4 T TEE—
70.20.200.030.4LR 20 60
70.20.250.030.4LR 25 75
70.20.300.030.4LR 30 75
70.20.350.030.4LR 35 75
70.20.400.030.4LR 40 75
70.20.060.050.4LR 6 50
70.20.080.050.4LR 8 50
70.20.100.050.4LR 10 50
70.20.120.050.4LR 2 RO5 12 16 1.91 4 50
70.20.160.050.4LR 16 50
70.20.200.050.4LR 20 60
70.20.250.050.4LR 25 75
70.20.300.050.4LR 30 75
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AZ: d=h5 Tolerance ﬁi FHiE Zl ks 7 fisikza Z UL [54rg =] EAMRIEE
D<3 0,-0.015 Coating Slotting Side Milling |A Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . N - ; .
R £0.005 AITiSi ©) O ©) 4 30 HRC<70

WA EL Cutting Materials O 3% 3 & Very Suitable O34 Suitable

wED 28 WEM | B | nadomcheel | AEW | #A | Ba® | @ |WE | 52 | =sas
Cseitrebeclm Alloy Steel Tt?nﬁjgg?:c?gtge‘el Cast Iron <52hre | >52hre Stéa\tlgleelss Tltl_a\ng;m Alult\rlmlu.g;um Copper | Resin | Graphite | Super Alloy
O O O O O O
THBs 7% (D) Ef (R) BEEE (1) 7t (1) BEZ1Z (d1) W (d) £k (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
70.20.350.050.4LR 2 RO5 35 16 191 4 75
70.20.400.050.4LR 40 75
70.25.080.010.4LR 8 50
70.25.100.010.4LR 10 50
70.25.150.010.4LR 15 50
70.25.200.010.4LR 20 60
70.25.250.010.4LR 25 75
70.25.300.010.4LR 25 RO 30 2 2.39 4 75
70.25.350.010.4LR 35 75
70.25.400.010.4LR 40 e
70.25.450.010.4LR 45 100
70.25.500.010.4LR 50 100
70.25.080.020.4LR 8 50
70.25.100.020.4LR 10 50
70.25.150.020.4LR 15 50
70.25.200.020.4LR 20 60
70.25.250.020.4LR 25 RO.2 25 9 239 4 75
70.25.300.020.4LR 30 75
70.25.350.020.4LR 35 75
70.25.400.020.4LR 40 75
70.25.450.020.4LR 45 100
70.25.500.020.4LR 50 100
70.25.080.030.4LR 8 50
70.25.100.030.4LR 10 50
70.25.150.030.4LR 15 50
70.25.200.030.4LR 20 60
70.25.250.030.4LR 25 RO.3 25 2 239 4 75
70.25.300.030.4LR 30 75
70.25.350.030.4LR 35 75
70.25.400.030.4LR 40 {5
70.25.450.030.4LR 45 100
70.25.500.030.4LR 50 100
70.25.080.050.4LR 25 RO5 8 2 239 4 50
70.25.100.050.4LR 10 50
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L |
R [ &d
NIt e
#D B S e T -
¢dn
NE: d=h5 Tolerance ﬁi FriE Z k=S Z [k Z T YRGER EAMEIERE
D=3 0.-0.015 Coating Slotting IA Side Milling |A- Face MI||Ing4I Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — . — - - :
R +0.005 AITISi o @ (¢ 4 30 HRC<70

WA EL Cutting Materials O 3% 384 Very Suitable O34 Suitable

BEM aem WERN | B | Hadordbee | THW | $AS | BAS | @ |WE | &2 | S8as
Csatrebec;n Alloy Steel TeQn'::SQIE::deCSjt%d Cast Iron <52hre | >52hre Stsatig‘leelss Tit/il';ti"‘;m Alumltg;um Copper | Resin | Graphite | Super Alloy
O O @ @ O O
n& () | @ (R) | msx (1) wg (01) | @@ (d) | 2K (1)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
70.25.150.050.4LR 15 50
70.25.200.050.4LR 20 60
70.25.250.050.4LR 25 75
70.25.300.050.4LR 30 75
25 R0.5 2 2.39 4 e
70.25.350.050.4LR 35 75
70.25.400.050.4LR 40 75
70.25.450.050.4LR 45 100
70.25.500.050.4LR 50 100
70.30.100.010.4LR 10 50
70.30.120.010.4LR 12 50
70.30.160.010.4LR 16 60
70.30.200.010.4LR 20 60
70.30.250.010.4LR 25 75
70.30.300.010.4LR 30 75
3 RO.1 2.4 2.85 6 S —
70.30.350.010.4LR 35 75
70.30.400.010.4LR 40 75
70.30.450.010.4LR 45 100
70.30.500.010.4LR 50 100
70.30.550.010.4LR 55 100
70.30.600.010.4LR 60 100
70.30.100.020.4LR 10 50
70.30.120.020.4LR 12 50
70.30.160.020.4LR 16 60
70.30.200.020.4LR 20 60
70.30.250.020.4LR 25 75
70.30.300.020.4LR 30 75
70.30.350.020.4LR 3 R0.2 35 24 2.85 6 75
70.30.400.020.4LR 40 75
70.30.450.020.4LR 45 100
70.30.500.020.4LR 50 100
70.30.550.020.4LR 55 100
70.30.600.020.4LR 60 100
70.30.100.030.4LR 3 RO.3 10 24 285 6 50
70.30.120.030.4LR 12 50
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AZ: d=h5 Tolerance ﬁi Pz Zl s 7 fiikz3 Z UL [54rg =] BEAMEEE
D<3 0,-0.015 Coating Slotting Side Milling |A Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . - - ; .
R +0.005 AITiSi ©) © @) 4 30 HRC<70

WENEAF} Ccutting Materials O 3E%iE& Very Suitable O i&4 Suitable

B 28 WEM | %% | nadewdheel | AEW | #A | Ba® | @ | WE | 52 | =eas
Cseitrebeclm Alloy Steel Téﬁggfgc?gt%el Cast Iron <5ohre | >52hre StSEItlg(Lelss Tlt/_a\lrfcl)u;m Alult\rlmlugr‘\/um Copper | Resin | Graphite | Super Alloy
O O ©) O O O
TS nz (D) | Ef(R) | w=k () | DE() | @SE(0)| B (d) S (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.30.160.030.4LR 16 60
70.30.200.030.4LR 20 60
70.30.250.030.4LR 25 75
70.30.300.030.4LR 30 7%
70.30.350.030.4LR 35 75
70.30.400.030.4LR 3 RO:3 40 24 2.85 6 75
70.30.450.030.4LR 45 100
70.30.500.030.4LR 50 100
70.30.550.030.4LR 55 100
70.30.600.030.4LR 60 100
70.30.100.050.4LR 10 50
70.30.120.050.4LR 12 50
70.30.160.050.4LR 16 60
70.30.200.050.4LR 20 60
70.30.250.050.4LR 25 75
70.30.300.050.4LR 30 75
S R0.5 24 2.85 6 I —

70.30.350.050.4LR 35 75
70.30.400.050.4LR 40 75
70.30.450.050.4LR 45 100
70.30.500.050.4LR 50 100
70.30.550.050.4LR 55 100
70.30.600.050.4LR 60 100
70.30.100.100.4LR 10 50
70.30.120.100.4LR 12 50
70.30.160.100.4LR 16 60
70.30.200.100.4LR 20 60
70.30.250.100.4LR 25 75
70.30.300.100.4LR 3 R 30 24 285 6 75
70.30.350.100.4LR 35 75
70.30.400.100.4LR 40 {5
70.30.450.100.4LR 45 100
70.30.500.100.4LR 50 100
70.30.550.100.4LR 55 100
70.30.600.100.4LR 60 100
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NE: d=h5 Tolerance ﬁi FriE Z k=S Z [k Z T YRGER EAMEIERE
D=3 0.-0.015 Coating Slotting IA Side Milling |A- Face MI||Ing4I Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — . — - - :
R +0.005 AITISi o @ (¢ 4 30 HRC<70

WIIEIREL Cutting Materials O 3E#3E & Very Suitable O3&%& Suitable

BEM aem WEREN | B | Hadordbee | THW | #AS | BAS | @ |WE | &5 | S8as
Csatrebec;n Alloy Steel Térz;lsgrcgdecsjt%el Cast Iron <52hre | >52hre Stsatig‘leelss Tit/il';ti"‘;m Alumltg;um Copper | Resin | Graphite | Super Alloy
O O © @ O O
n& (0) | @ (R) | msx (1) wee (o) | melo) | 2K
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.40.120.010.4LR 12 60
70.40.160.010.4LR 16 60
70.40.200.010.4LR 20 60
70.40.250.010.4LR 25 75
70.40.300.010.4LR 4 RO 30 32 38 6 75
70.40.400.010.4LR 40 75
70.40.500.010.4LR 50 100
70.40.600.010.4LR 60 100
70.40.700.010.4LR 70 110
70.40.800.010.4LR 80 120
70.40.120.020.4LR 12 60
70.40.160.020.4LR 16 60
70.40.200.020.4LR 20 60
70.40.250.020.4LR 25 75
70.40.300.020.4LR 4 RO.2 30 32 38 6 75
70.40.400.020.4LR 40 75
70.40.500.020.4LR 50 100
70.40.600.020.4LR 60 100
70.40.700.020.4LR 70 110
70.40.800.020.4LR 80 120
70.40.120.030.4LR 12 60
70.40.160.030.4LR 16 60
70.40.200.030.4LR 20 60
70.40.250.030.4LR 25 75
70.40.300.030.4LR 4 RO.3 30 30 38 6 75
70.40.400.030.4LR 40 75
70.40.500.030.4LR 50 100
70.40.600.030.4LR 60 100
70.40.700.030.4LR 70 110
70.40.800.030.4LR 80 120
70.40.120.050.4LR 12 60
70.40.160.050.4LR 4 RO5 16 32 38 6 60
70.40.200.050.4LR 20 60
70.40.250.050.4LR 25 75
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AZ: d=h5 Tolerance ﬁi Pz Zl s 7 fiikz3 Z UL [54rg =] EAMRIERE
D<3 0,-0.015 Coating Slotting Side Milling |A Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . N - ; .
R £0.005 AITiSi ©) O ©) 4 30 HRC<70

WADEIMEL Cutting Materials O 3E# &4 Very Suitable O3&& Suitable

=W =xa TSN f7273 Haréﬁ%ﬁmﬁeel RGN REE BaE | WEE | AE BEaE
Csatrebeclm Alloy Steel Tgrﬁsgfgdegt%el Cast Iron <5ohre | >52hre St;tigtljss Tit:m;“'/m Alulr_\r;llg;um Copper | Resin | Graphite | Super Alloy
O O © © O O
iTHS nz () | Be(R) [ w=k() | pr() | &= )| B (d) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length | Length of Cut Neck Dia. Shank Dia. Overall Length
70.40.300.050.4LR 30 75
70.40.400.050.4LR 40 75
70.40.500.050.4LR 4 RO5 50 39 38 6 100
70.40.600.050.4LR 60 100
70.40.700.050.4LR 70 110
70.40.800.050.4LR 80 120
70.40.120.100.4LR 12 60
70.40.160.100.4LR 16 60
70.40.200.100.4LR 20 60
70.40.250.100.4LR 25 7%
70.40.300.100.4LR 4 R1 30 35 38 6 75
70.40.400.100.4LR 40 75
70.40.500.100.4LR 50 100
70.40.600.100.4LR 60 100
70.40.700.100.4LR 70 110
70.40.800.100.4LR 80 120
70.50.160.010.4LR 16 60
70.50.200.010.4LR 20 60
70.50.250.010.4LR 25 75
70.50.300.010.4LR 30 75
70.50.400.010.4LR 5 RO.1 40 4 475 6 75
70.50.500.010.4LR 50 100
70.50.600.010.4LR 60 100
70.50.800.010.4LR 80 120
70.50.160.020.4LR 16 60
70.50.200.020.4LR 20 60
70.50.250.020.4LR 25 75
70.50.300.020.4LR 30 75
70.50.400.020.4LR 5 R0O.2 40 4 4.75 6 75
70.50.500.020.4LR 50 100
70.50.600.020.4LR 60 100
70.50.800.020.4LR 80 120
70.50.160.030.4LR 5 RO.3 16 4 475 6 60
70.50.200.030.4LR 20 60
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AZ: d=h5 Tolerance ﬁi FHE lZl Uk Z HH Z T L= EAMRIERE
D<3 0,-0.015 Coating Slotting 4 Side Milling Face Milling 24 Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 . p - - .

R +0.005 AITiSi @) © @) 4 30 HRC<70

WAIER Cutting Materials O 3E&i&& Very Suitable O & & Suitable

RN = TR 2223 Harcﬁggmﬁeel REW REE BEE & | WEE fa5E Baas
Csatrebeclm Alloy Steel Tg#;gf:degt%d Cast Iron <52hre | >52hre Stsatig(leelss Tit/il';ti"‘;m Alumltg;um Copper | Resin | Graphite | Super Alloy
©) O O O ©) ©)
ni (D) | @ (R) | ek (1) B2E (01) | @@ () | 2K (L)
Code No Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.50.250.030.4LR 25 75
70.50.300.030.4LR 30 5]
70.50.400.030.4LR 40 75
70.50.500.030.4LR 5 RO:3 50 4 478 6 100
70.50.600.030.4LR 60 100
70.50.800.030.4LR 80 120
70.50.160.050.4LR 16 60
70.50.200.050.4LR 20 60
70.50.250.050.4LR 25 75
70.50.300.050.4LR 30 75
70.50.400.050.4LR S RO:5 40 4 4.8 6 75
70.50.500.050.4LR 50 100
70.50.600.050.4LR 60 100
70.50.800.050.4LR 80 120
70.50.160.100.4LR 16 60
70.50.200.100.4LR 20 60
70.50.250.100.4LR 25 75
70.50.300.100.4LR 30 75
5 R1 4 4.75 6 I ——

70.50.400.100.4LR 40 75
70.50.500.100.4LR 50 100
70.50.600.100.4LR 60 100
70.50.800.100.4LR 80 120
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AZ: d=h5 Tolerance ﬁi Pz Zl ks 7 fisikza Z T [y =] EAMRIERE
D<3 0,-0.015 Coating Slotting 4 Side Milling |A Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . N - ; .
R +0.005 AITiSi ©) © @) 4 50 HRC<70

B EL Cutting Materials O 3% 358 & Very Suitable O34 Suitable

B aen RS | B% | vadomdsee | ABH | HAS | BA | W@ | WK | AR | mEss
C;t;bec;n Alloy Steel Tg:lggf:de(sitge‘el Cast Iron <52hre | >52hre Stsatig(lﬁss Titgnti’l.;m Alumll.:’r;um Copper | Resin | Graphite | Super Alloy
O O @) @) O O
iTHS ni (D) | @ (R) | @Ek (1) | 7K () | B=E (d1) | BE& (d) 24 (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.06.18.01.4LR 18 60
70.06.24.01.4LR RO.1 24 75
70.06.30.01.4LR 30 100
70.06.18.02.4LR 18 60
70.06.24.02.4LR R0.2 24 75
70.06.30.02.4LR 30 100
70.06.18.03.4LR 18 60
70.06.24.03.4LR 6 RO0.3 24 7 55 6 75
70.06.30.03.4LR 30 100
70.06.18.05.4LR 18 60
70.06.24.05.4LR RO0.5 24 75
70.06.30.05.4LR 30 100
70.06.18.10.4LR 18 60
70.06.24.10.4LR R1 24 75
70.06.30.10.4LR 30 100
70.08.24.01.4LR 24 60
70.08.32.01.4LR RO.1 32 75
70.08.40.01.4LR 40 100
70.08.24.02.4LR 24 60
70.08.32.02.4LR R0.2 32 75
70.08.40.02.4LR 40 100
70.08.24.03.4LR 24 60
70.08.32.03.4LR RO0.3 32 75
70.08.40.03.4LR 8 40 9 74 8 100
70.08.24.05.4LR 24 60
70.08.32.05.4LR R0.5 32 75
70.08.40.05.4LR 40 100
70.08.24.10.4LR 24 60
70.08.32.10.4LR R1 32 75
70.08.40.10.4LR 40 100
70.08.24.20.4LR 24 60
70.08.32.20.4LR R2 32 75
70.08.40.20.4LR 40 100
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NE: d=h5 Tolerance ﬁi FriE Z k=S Z [k Z T YRGER EAMEIERE
D<3 0,-0.015 Coating Slotting IA Side Milling |A. Face Milling _|A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 — p . - - :
R +0.005 AITISi o © (¢ 4 50 HRC<70

HLIEIEL Cutting Materials O 3E# &4 Very Suitable O ;&4 Suitable

TR AL R B Hartﬁrﬁ%ﬂteel BN N R EEE DS)E] A= BIRES
quclfeberaln Alloy Steel Tgéjsgfg;gt%el Castiron | o0 [ oone Stsatigleelss TitX{l\(i)l;lm Alumltér;,um Copper | Resin | Graphite | Super Alloy
O O @) O O O
TS ne (o) | ma((R) | w=kn) [ Dr() | B=E ()| ®&(d) | 2K(L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.10.30.01.4LR 30 75
70.10.40.01.4LR RO 40 100
70.10.30.02.4LR 30 75
70.10.40.02.4LR RO-2 40 100
70.10.30.03.4LR 30 75
70.10.40.03.4LR RO:3 40 100
70.10.30.05.4LR 10 30 " 9.3 10 75
70.10.40.05.4LR RO5 40 100
70.10.30.10.4LR R1 30 75
70.10.40.10.4LR 40 100
70.10.30.20.4LR R2 30 75
70.10.40.20.4LR 40 100
70.12.36.01.4LR 36 75
70.12.48.01.4LR RO0.1 48 100
70.12.60.01.4LR 60 120
70.12.36.02.4LR 36 7%
70.12.48.02.4LR R0.2 48 100
70.12.60.02.4LR 60 120
70.12.36.03.4LR 36 75
70.12.48.03.4LR R0.3 48 100
70.12.60.03.4LR 12 60 13 12 12 125
70.12.36.05.4LR 36 75
70.12.48.05.4LR R0.5 48 100
70.12.60.05.4LR 60 125
70.12.36.10.4LR 36 75
70.12.48.10.4LR R1 48 100
70.12.60.10.4LR 60 120
70.12.36.20.4LR 36 75
70.12.48.20.4LR R2 48 100
70.12.60.20.4LR 60 125
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NZE: d=h5 Tolerance ﬁi FHE Zl % 7 | Z 7 [=4rg =] BEAMEEE
D<3 0,-0.015 Coating | Slotting 4 Side Milling |A Face Milling i Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . - ; .

R 0.005 AITiSI ©) o 6 50 HRC<70

HLIEIEL Cutting Materials O 3E#1&4 Very Suitable O &4 Suitable

AR
ﬁﬁ%ﬁlﬂ =gz ﬂﬁJﬁhﬁﬂd ek Harc’fggﬂteel Zi‘f%l%lﬂ ENEE liﬂé‘ G DS)] A= Bae
C & Stail Titani Al . .
Satgeoln Alloy Steel TeQth:nge;Steel Castiron | oo [ oone Sagge?ss 'Xl'?(')‘;m umﬁ)r;,um Copper | Resin | Graphite | Super Alloy
O O O (@) O O
TS 7% (D) B (R) i (1) i (d) 2K (L)
Code No. Cutter Dia. Corner Radius Length of Cut Shank Dia. Overall Length
70.060.15.02.060.6R R0.2
70.060.15.03.060.6R 6 R0.3 15 6 60
70.060.15.05.060.6R R0.5
70.060.15.10.060.6R R1
70.080.20.03.075.6R R0.3
70.080.20.05.075.6R 8 R0.5 20 8 75
70.080.20.10.075.6R R1
70.080.20.15.075.6R R1.5
70.100.25.03.080.6R R0.3
70.100.25.05.080.6R 10 R0.5 25 10 80
70.100.25.10.080.6R R1
70.100.25.20.080.6R R2
70.120.30.03.100.6R R0.3
70.120.30.05.100.6R 12 R0.5 30 12 100
70.120.30.10.100.6R R1
70.120.30.20.100.6R R2
70.160.40.05.110.6R R0.5
70.160.40.10.110.6R 16 R1 40 16 110
70.160.40.20.110.6R R2
70.160.40.30.110.6R R3
70.200.45.05.125.6R R0O.5
70.200.45.10.125.6R R1
20 45 20 125
70.200.45.20.125.6R R2
70.200.45.30.125.6R R3
70.250.50.10.140.6R R1
70.250.50.20.140.6R R2
25 50 25 140
70.250.50.30.140.6R R3
70.250.50.40.140.6R R4
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A% d=h5 Tolerance ﬁi FHE lZl Uk Z HH Z T 2N EAMEEE
D<3 0,-0.015 Coating Slotting 4 Side Milling Face Milling _|A Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 . . ~ . -
R +0.005 AITSi © O 6 50 HRC<70

WHIEIEL Cutting Materials O 3E# &4 Very Suitable O3& 4 Suitable

B aem WEN | B | Hdordkee | FEW | #%AS | ®AS | W | WE | &8 | mEs
Csatrebeclm Alloy Steel T&'SQfgfgt%a Cast Iron <52hre | >52hre Stftigle?SS Titgﬁ‘(i;;,m AIuRwlltér;um Copper | Resin | Graphite | Super Alloy
O O @) @) O O
THEsS 7% (D) Ef (R) B (1) 7 (1) BEZZ (d1) Wz (d) 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.06.18.01.6LR 18 60
70.06.24.01.6LR RO.1 24 75
70.06.30.01.6LR 30 100
70.06.18.02.6LR 18 60
70.06.24.02.6LR R0.2 24 75
70.06.30.02.6LR 30 100
70.06.18.03.6LR 18 60
70.06.24.03.6LR 6 RO0.3 24 7 55 6 75
70.06.30.03.6LR 30 100
70.06.18.05.6LR 18 60
70.06.24.05.6LR RO0.5 24 75
70.06.30.05.6LR 30 100
70.06.18.10.6LR 18 60
70.06.24.10.6LR R1 24 75
70.06.30.10.6LR 30 100
70.08.24.01.6LR 24 60
70.08.32.01.6LR RO.1 32 75
70.08.40.01.6LR 40 100
70.08.24.02.6LR 24 60
70.08.32.02.6LR R0.2 32 75
70.08.40.02.6LR 40 100
70.08.24.03.6LR 24 60
70.08.32.03.6LR RO0.3 32 75
70.08.40.03.6LR 8 40 9 74 8 100
70.08.24.05.6LR 24 60
70.08.32.05.6LR R0.5 32 75
70.08.40.05.6LR 40 100
70.08.24.10.6LR 24 60
70.08.32.10.6LR R1 32 75
70.08.40.10.6LR 40 100
70.08.24.20.6LR 24 60
70.08.32.20.6LR R2 32 75
70.08.40.20.6LR 40 100
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AZ: d=h5 Tolerance ﬁi Pz Zl ks 7 fisikza Z T [y BEAMEEE
D<3 0,-0.015 Coating Slotting 4 Side Milling |A Face Milling _|/A Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . - ; .
R +0.005 AITiSi ©) ©) 6 50 HRC<70

WEIEIEL Cutting Materials O 3E# &4 Very Suitable O3& 4 Suitable

HEN ae WER | B | radodsed | ABE | %as | @8 A | wE| BR | mEA
Csatrebe?n Alloy Steel Teinszgrcg;gtge(el Cast Iron <52hre | >52hre Stsatigleelss TitAchi;;m Alumng;um Copper | Resin | Graphite | Super Alloy
O O © © O O
iTHS n (D) | @A (R) | BaK (1) | 7K () | B=E (A1) | BE& (d) 25 (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.10.30.01.6LR 30 75
70.10.40.01.6LR ROA 40 100
70.10.30.02.6LR 30 75
70.10.40.02.6LR RO.2 40 100
70.10.30.03.6LR 30 75
70.10.40.03.6LR RO:3 40 100
70.10.30.05.6LR 10 RO.5 30 " 9.3 10 75
70.10.40.05.6LR 40 100
70.10.30.10.6LR R1 30 75
70.10.40.10.6LR 40 100
70.10.30.20.6LR R2 30 75
70.10.40.20.6LR 40 100
70.12.36.01.6LR 36 75
70.12.48.01.6LR RO.1 48 100
70.12.60.01.6LR 60 120
70.12.36.02.6LR 36 7%
70.12.48.02.6LR R0.2 48 100
70.12.60.02.6LR 60 120
70.12.36.03.6LR 36 75
70.12.48.03.6LR RO0.3 48 100
70.12.60.03.6LR 12 60 13 12 12 120
70.12.36.05.6LR 36 75
70.12.48.05.6LR R0.5 48 100
70.12.60.05.6LR 60 120
70.12.36.10.6LR 36 75
70.12.48.10.6LR R1 48 100
70.12.60.10.6LR 60 120
70.12.36.20.6LR 36 75
70.12.48.20.6LR R2 48 100
70.12.60.20.6LR 60 120

163



/ EI3Z il Ser
K&stian 70 o

L
R [ bd
1 \ 10°
_ #D
Picture 1 I S
L
, ®d
&2 R M
Picture 2 "’DI D
oo e BE | wEm Op| 7 | sws | senses
3<D<20 0002 Gesirne Kellering Flute | Helix Angle | Workpiece HRC
R<1 +0.005
R>1 2001 AITiSi O 2 30°/40° HRC<70

HLEIEL Cutting Materials O 3E#1&4 Very Suitable O &4 Suitable

BEN EE2 el B% | Hadordheed | REM | $a® | @A m | M| BB | =EA
Csatrebeoln Alloy Steel Te‘:lrxsgfgggt%el Cast Iron <52hre | >52hre Stsexggleelss Tlt'glrlmg;m Alumlttj)r;lum Copper | Resin | Graphite | Super Alloy

O O ©) ®) O O
1155 BRSLEE (R) 7 (1) w1z (d) £k (L)

Code No. Nose Radius Length of Cut Shank Dia. Overall Length Picture
70.0005.0010.2B R0.025 0.1 4 45 1
70.0006.0012.2B R0.03 0.12 4 45 1
70.0007.0014.2B R0.035 0.14 4 45 1
70.0008.0016.2B RO0.04 0.16 4 45 1
70.0010.0020.2B R0.05 0.2 4 45 1
70.0020.0040.2B RO.1 0.4 4 45 1
70.0030.0060.2B R0.15 0.6 4 45 1
70.0040.0080.2B RO0.2 0.8 4 45 1
70.0050.0100.2B R0.25 1 4 45 1
70.0060.0120.2B RO0.3 1.2 4 45 1
70.0070.0140.2B R0.35 1.4 4 45 1
70.0080.0160.2B R0.4 1.6 4 45 1
70.0090.0180.2B R0.45 1.8 4 45 1
70.0100.0200.2B R0.5 2 4 50 1
70.0120.0240.2B R0.6 24 4 50 1
70.0150.0300.2B R0.75 3 4 50 1
70.0200.0400.2B R1 4 4 50 1
70.0250.0500.2B R1.25 5 4 50 1
70.0300.0600.2B R1.5 6 6 50 1
70.0350.0700.2B R1.75 7 6 50 1
70.0400.0800.2B R2 8 6 50 1
70.0500.1000.2B R2.5 10 6 60 1
70.06.09.060.2B 9 6 60 2
70.06.09.075.2B R3 9 6 75 2
70.06.09.100.2B 9 6 100 2
70.08.12.075.2B R4 12 8 75 2
70.08.12.100.2B 12 8 100 2
70.10.15.075.2B 15 10 75 2
70.10.15.100.2B R5 15 10 100 2
70.10.15.125.2B 15 10 125 2
70.12.18.075.2B 18 12 75 2
70.12.18.100.2B R6 18 12 100 2
70.12.18.150.2B 18 12 150 2
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. . / Al 5%
Mill S -
70 il Sares Ké&stian

,5&7’]5]?;&7] 2 Flute Long Neck Ball End Mill

L |
R 4 @d
\Tﬂk _~ 12°
@D J } -
odi

R — RE | e | mime | EannEE

p=? 0-00% Fhes Kellering _af Flute Hel{x Angle | Workpiece HRC

3<D<20 0,-0.02 Coating

R<1 +0.005

R>1 20.01 AITiSi @) 2 30° HRC<70

WEIEIEL Cutting Materials O 3E# &4 Very Suitable O3& 4 Suitable

. TEREEN o _ o
TR aEW G158 7223 Hardened Steel AEN RER fBA b6 W& A% =aa
Csatrebe?n Alloy Steel Teinszngg;gtge(el Cast Iron <52hre | >52hre Stsatlgleelss T'ting;m Alu'&mg;um Copper | Resin | Graphite | Super Alloy
O O © © O O
B (R) I (1) w=E (a1) | @& () 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.01.003.2LB 0.3 45
70.01.005.2LB RO.05 05 0.07 0-085 4 45
70.015.003.2LB 0.3 45
70.015.005.2LB R0.075 0.5 0.105 0.13 4 45
70.015.010.2LB 1 45
70.02.006.2LB 0.6 45
70.02.008.2LB 0.8 45
70.02.010.2LB RO 1 014 018 4 45
70.02.012.2LB 1.2 45
70.02.015.2LB 1.5 45
70.02.020.2LB 2 45
70.03.008.2LB 0.8 45
70.03.010.2LB 1 45
70.03.012.2LB 1.2 45
70.03.015.2LB R0.15 15 0.21 0.28 4 45
70.03.020.2LB 2 45
70.03.025.2LB 25 45
70.03.030.2LB & 45
70.04.010.2LB 1 45
70.04.015.2LB 1.5 45
70.04.020.2LB 2 45
70.04.025.2LB 2.5 45
R0.2 0.28 0.37 4

70.04.030.2LB 3 45
70.04.040.2LB 4 45
70.04.050.2LB 5 45
70.04.060.2LB 6 45
70.05.015.2LB 1.5 45
70.05.020.2LB 2 45
70.05.030.2LB R0.25 3 0.35 0.46 / 45
70.05.040.2LB 4 45
70.05.060.2LB 6 45
70.05.080.2LB 8 45
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K p Y | gz - 70 Milling Series
exian LI 25
271758 8k3LT] 2 Flute Long Neck Ball End Mill
L |
R 4l @d
\T% 12
@D S } -
odi
S — RE | e | miEe | EannEE
p=s 0-00% Fhes Kell/ering _&f Flute Hel{x Angle Woﬁ(piece HRC
3<D<20 0,-0.02 Coating
R<1 +0.005
e oo AITiSi ) 2 30° | HRCs70
WEIEIEL Cutting Materials O 3E# &4 Very Suitable O3& 4 Suitable
. TEEREN _ .
BN AW BEM | B | HadenedStel | KRHBW | HA® | 88 W | M| GR | BES
Csatrebec?n Alloy Steel Tecz*#sgrceh;gé‘el Castlron | v [ oope Stsatngleelss T'tAaH(';\’/m Alu'&"f:)':,”m Copper | Resin | Graphite | Super Alloy
O O @) @) O O
TS BRsL¥12 (R) B (11) 7 (1) B2 (d1) 12 (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.05.100.2LB R0.25 10 0.35 0.46 4 50
70.06.015.2LB 1.5 45
70.06.020.2LB 2 45
70.06.040.2LB RO.3 4 0.42 0.56 4 45
70.06.060.2LB 6 45
70.06.080.2LB 8 45
70.06.100.2LB 10 50
70.08.020.2LB 2 45
70.08.030.2LB 3 45
70.08.040.2LB 4 45
70.08.060.2LB RO.4 6 0.56 0.76 4 45
70.08.080.2LB 8 45
70.08.100.2LB 10 50
70.08.120.2LB 12 50
70.10.030.2LB 3 50
70.10.040.2LB 4 50
70.10.060.2LB 6 50
70.10.080.2LB R0.5 8 0.7 0.95 4 50
70.10.100.2LB 10 50
70.10.120.2LB 12 50
70.10.150.2LB 15 50
70.12.040.2LB 4 50
70.12.060.2LB 6 50
70.12.080.2LB 8 50
70.12.100.2LB R06 10 0.84 115 4 50
70.12.120.2LB 12 50
70.12.150.2LB 15 50
70.15.040.2LB 4 50
70.15.060.2LB 6 50
70.15.080.2LB R0.75 8 1.05 1.45 4 50
70.15.100.2LB 10 50
70.15.120.2LB 12 50
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Mill S -
70 il Sares Ké&stian

JRAEKSL T]

2 Flute Long Neck Ball End Mill

L |
R 4 @d
\Tﬂk _~ 12°
@D J } -
odi

R — BB e nE | miER | EAMNEE

p=? 0-0.0% Fhes Kellering _af Flute Hel{x Angle | Workpiece HRC

3<D<20 0,-0.02 Coating

R<1 0.005

e o AITiSi o 2 30° | HRCs70

WHIEIEL Cutting Materials O 3E#i& 4 Very Suitable O3& 4 Suitable

B aam WER | B | edomdbee | FE® | #a | #2 W | wE | oR | mea
Csatrebec?n Alloy Steel T%nggg‘éé‘el Castiron | oo [ oonre Stggle?ss T'tf\{l‘(')‘;,m Alug‘ﬁ;;um Copper | Resin | Graphite | Super Alloy
O O @) © O O
B (R) I (1) w=E (a1) | @& () 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

70.15.150.2LB 15 50
70.15.200.2LB 20 60
70.15.250.2LB R0.75 25 1.05 1.45 4 75
70.15.300.2LB 30 75
70.20.060.2LB 6 50
70.20.080.2LB 8 50
70.20.100.2LB 10 50
70.20.120.2LB 12 50
70.20.160.2LB R1 16 14 1.94 4 50
70.20.200.2LB 20 60
70.20.250.2LB 25 75
70.20.300.2LB 30 75
70.20.350.2LB 35 75
70.20.400.2LB 40 75
70.25.080.2LB 8 50
70.25.100.2LB 10 50
70.25.150.2LB 15 50
70.25.200.2LB 20 4 60
70.25.250.2LB 25 75
70.25.300.2LB R1.25 30 175 24 75
70.25.350.2LB 35 75
70.25.400.2LB 40 75
70.25.450.2LB 45 6 100
70.25.500.2LB 50 100
70.30.100.2LB 10 50
70.30.120.2LB 12 50
70.30.160.2LB 16 60
70.30.200.2LB _ 20 o e 5 60
70.30.250.2LB 25 75
70.30.300.2LB 30 75
70.30.350.2LB 35 75
70.30.400.2LB 40 75
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N
K p Y | gz - 70 Milling Series
exXion K 5
J)REBKSLT] 2 Flute Long Neck Ball End Mill
L |
R [ @d
\j% 12
@D S }
@di
NZ: d=h5 Tolerance B . _— . T~
D=3 00015 b Kellering _&j Flute Hel{x Angle | Workpiece HRC
3<D<20 0,-0.02 Coating
R<1 +0.005
R>1 2001 AITISi ) 2 30° HRC<70
HEIEIEL Cutting Materials O 3E#3E4 Very Suitable O &4 Suitable
=W aEW R f7573 Haré%rﬁ%c?msteel AEH REE fBE W& | BE a8 BEaE
Csatrebe?n Alloy Steel Télnl‘n'lgglsgc?gtge(el Cast Iron <s2hre | >52hre Stsatlgle?ss T'tzm';'\'/m AIuR1It;:|’r;um Copper | Resin | Graphite | Super Alloy
O O O O O O
T8RS BRsL¥Z (R) W= (11) 7+ (1) B (d1) #wE (d) 2K (L)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
70.30.450.2LB 45 100
70.30.500.2LB 50 100
70.30.550.2LB R15 55 21 285 6 100
70.30.600.2LB 60 100
70.40.120.2LB 12 60
70.40.160.2LB 16 60
70.40.200.2LB 20 60
70.40.250.2LB 25 7%
70.40.300.2LB 30 75
70.40.400.2LB R2 40 = e & 75
70.40.500.2LB 50 100
70.40.600.2LB 60 100
70.40.700.2LB 70 110
70.40.800.2LB 80 120
70.50.160.2LB 16 60
70.50.200.2LB 20 60
70.50.250.2LB 25 75
70.50.300.2LB 30 75
70.50.400.2LB R2.5 40 35 48 6 75
70.50.500.2LB 50 100
70.50.600.2LB 60 100
70.50.800.2LB 80 120
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Milling Series ¥ =
70 s k exion
ATIRREBKSLT] 4 Flute Standard Ball End Mill

L
R ! @d_
E1 I 10
) #D
Picture 1 S
L
=) ; R : 29
Picture 2 % o0 | ]
e e BE | wEm Dp| 7 | sws | sewses
3;D<20 0:_0:02 Fesire Kellering _j Flute Helix Angle | Workpiece HRC
R<1 0.005 . - o
e o AITiSi o 4 40 HRCS70

WYIHIAEL Cutting Materials ©3E%i&4 Very Suitable O 3&#& Suitable

xz=W aEW RN 7573 Harﬁfﬂtea G [N BE & | e A% BEaE
Csatrebec;n Alloy Steel Tgﬁsgfgfgti‘a Cast Iron <sohre | >52hre Stsatigtleelss Tit:lrf(ijl;m Alumll.cl)r;um Copper | Resin | Graphite | Super Alloy
O ©) @) @) O O
TS BLEE (R) K (1) i (d) 2 (L)
Code No. Nose Radius Length of Cut Shank Dia. Overall Length Picture
70.02.040.050.4B R1 4 6 50 1
70.025.050.050.4B R1.25 5 6 50 1
70.03.060.050.4B R1.5 6 6 50 1
70.035.070.050.4B R1.75 7 6 50 1
70.04.080.060.4B R2 8 6 60 1
70.06.09.060.4B 60 2
R3 9 6
70.06.09.075.4B 75 2
70.08.12.060.4B 60 2
70.08.12.075.4B R4 12 8 75 2
70.08.12.100.4B 100 2
70.10.15.075.4B 75 2
70.10.15.100.4B R5 15 10 100 2
70.10.15.125.4B 125 2
70.12.18.075.4B 75 2
70.12.18.100.4B R6 18 12 100 2
70.12.18.125.4B 125 2
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GRAPHITE CUTTER SERIES

64-E{KE R G &BkLEET] P171-172

64-Solid Carbide Ball Nose End Mill

66— B TEREG &KL P173

66-Solid Carbide Ball Nose End Mill

60-EERE &KLt T P174

60-Solid Carbide Ball Nose End Mill

7TA-BEEREEREHT] P175-179

74-Solid Carbide Corner Radius End Mill

76-BUEREEERHT] P180
76-Solid Carbide Corner Radius End Mill

70-ZEEREEEE25%T] P181-182

70-Solid Carbide Corner Radius End Mill

84-E{KTE A & FIRHET] P183-185

84-Solid Carbide Square End Mill

86-E A EREGE KT P186

86-Solid Carbide Square End Mill

80-E{KTE R & & FIKHET] P187-188

80-Solid Carbide Square End Mill

AETIEVIHISE P189

Milling Parameters Chart of Diamond Coating Cutters

S TERE, EBESRIMESTEE!

Top Performance, Competitive Price!




N
l/ Fl 5Z Graphite Cutter Series

exian FBTIF)

R h d
—— \Jr e |

éD S ‘
@d1

NE d= S

NZE: d=h5 Tolerance BE
D=3 0,-0.015 g
3<D<20 0,-0.02 Coating

iz _&‘ T Bigfs | SEMREE

Kellering Flute Helix Angle | Workpiece HRC

R<1 +0.005
R >1 +0.01

DIA ©) 2 30°

WHIEA R Cutting Materials O 3E&i& & Very Suitable O3&E & Suitable

I BUKIEFRSSESBKILEET] Solid carbide Ball Nose End Mill
L |

RN e pE)EE ek Haré%r?%jmsteel AW Ka® REE | Wi | A= Syt
Csatrebeoln Alloy Steel Te?#re)gl'c:t?gtge‘el Cast Iron <52hre | >52hre Stsatig(ljss Titgn&n{m AIUR?%';um Copper | Resin | Graphite | Super Alloy
O ©
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
64.03.01 1 50
64.03.015 15 50
64.03.02 R0.15 2 0.5 0.27 4 50
64.03.03 S 50
64.04.02 2 50
64.04.04 4 50
64.04.06 R0.20 5 0.6 0.36 4 50
64.04.08 8 50
64.05.015 1.5 50
64.05.03 S 50
64.05.04 4 50
64.05.06 R0.25 5 0.7 0.45 4 50
64.05.08 8 50
64.05.10 10 50
64.06.03 3 50
64.06.04 4 50
64.06.06 6 50
64.06.08 R0.30 8 ! o8 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
64.08.10 R040 10 12 0.75 4 50
64.08.12 12 50
64.08.16 16 60
64.10.03 3 50
64.10.04 4 50
64.10.06 R0.50 5 1.5 0.95 4 50
64.10.08 8 50
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/ .
K&3tian
BAEFRSSEIKLFET] Solid carbide Ball Nose End Mill

Graphite Cutter Series
vak--YBE-Y]l

L |
R ey ®d
e ——— \Jir e |
®D S -
@di
PAZE: d=h5 Tolerance N o e
D<3 0,0.015 Fhse ﬁf%ﬁ _5‘ T @%ﬁﬁ% ﬁaﬁﬂb}ilﬁ
3<D<20 0.-0.02 Coating Kellering Flute Helix Angle | Workpiece HRC
— w o 2w
WHIEIA R Cutting Materials O3 & & Very Suitable O3& & Suitable
=W aEW RN 7273 Harﬁrﬁ%ﬂteel REHW REE 25 | EE A= BIRAE
Csat?; g Alloy Steel Tgr#ggl?gggt%el Cast Iron <52hre | >52hre Stsatlgéelss Tltzlr?g;m AIuR'u:R/um Copper | Resin | Graphite | Super Alloy
O ©
BelkE (R) | Bz (1) w2 (d)
Code No. Nose Radius Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
64.10.10 60
64.10.12 12 60
64.10.15 R0.5 15 1.5 0.95 4 60
64.10.20 20 60
64.10.25 25 75
64.15.06 6 50
64.15.08 8 50
64.15.10 10 60
64.15.12 12 50
64.15.15 RO.75 15 2.2 145 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 60
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 R1.5 25 4.5 29 4 75
64.30.30 30 75
64.30.35 & 75
64.30.45 45 100
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66 ==r= Ké5tian

R I od
———— R
e
¢d1

— AR | s Yp| 7n | sew | sennes
3<D<20 0.-0.02 Coatyi:ng Kellering Flute Helix Angle | Workpiece HRC
R<1 +0.005 . "
R >1 £0.01 DIA (@] 2 30

WEHIEIEL Cutting Materials O 3E#1&4 Very Suitable O ;&4 Suitable

B aem WER | B% | nadowdhed | AWW | $A | BmA® | @ | WE | A2 | ssee
Csatrebeclun Alloy Steel Te?#;gfgggt%el Cast Iron <52hre | >52hre Stsatlg‘ler-lzss T|t:|r|1c|;§lm Alumllér;um Copper | Resin | Graphite Super Alloy
66.02.06 6 50
66.02.10 10 50
66.02.16 16 60
66.02.20 R1 20 3 1.92 6 60
66.02.25 25 60
66.02.30 30 75
66.02.40 40 100
66.03.10 10 50
66.03.15 15 60
66.03.20 20 6 60
66.03.25 R15 25 45 29 60
66.03.30 30 75
66.03.35 35 75
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 6 3.9 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
R2.5 49 6 E—
66.05.50 50 10 100
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=
K i gz - 60 Graphite Cutter Series
exian YR
L |
I |
e e R N
#D I AN } ¢d
DF o0 T RE | e | wmise | sanNEE
p=s 0-0019 Fhx Kell/erin _Bf Flute HeIi\x Angle | Workpiece H:{(C
3<D<20 0,-0.02 Coating g . :
R<1 +0.005 -
R >1 +0.01 DIA O 2 30°
WHIEIMEL Cutting Materials O 3E%iE4& Very Suitable O3E#& Suitable
[ ez A RN ik Haré%r%c?msteel REN REE AE® i g Fal- BERaS®
Csaltrebec?n Alloy Steel TeQn:JSQIEQdegt%eI Cast Iron <52hre | >52hre Stsat'gé?ss Tltzlrfg\:/m A|uR?ﬁ)r;lum Copper | Resin | Graphite | Super Alloy
60.03.10 10 6 60
60.03.15 R1.5 15 6 2.9 3 75
60.03.30 30 6 100
60.04.08 R2 8 8 4 50
60.04.20 20 8 60
60.04.25 R2 25 8 37 4 75
60.04.30 30 8 100
60.04.30.20 30 20 100
60.04.15L 15 120
60.04.15XL R2 15 4 140
60.05.25 R25 25 10 47 5 60
60.05.50 50 10 100
60.06.12 R3 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 12 150
60.06.50 50 30 150
60.08.30 16 60
60.08.40 40 16 80
60.08.60 R4 60 16 7.6 8 110
60.08.60L 60 16 150
60.08.60XL 60 40 150
60.10.40 40 20 80
60.10.60 60 20 110
R5 9.6 10
60.10.60L 60 20 150
60.10.60XL 60 20 200
60.12.40 40 24 80
60.12.60 60 24 110
R6 11.5 12
60.12.60L 60 24 150
60.12.60XL 60 24 200
60.16.80 RS 80 32 15.4 16 150
60.16.100 100 55 200
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78555 K&stian

L |
I od
- el . e
- 15°
R\—r— _~ 1
®D N

¢di
NZE: d=h5 Tolerance ;ﬁi Fri& |Z| G |Z [k Z T Lo BEMBEEE
D=3 0-0.015 Coating | Slotting 2 Side Milling Face Milling _Z | Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 - — -
R £0.005 DIA o © @ 2 30

WEHIEIEL Cutting Materials O 3E#1&4 Very Suitable O ;&4 Suitable

BER aem BEN B% | Hordidoee | REW | %AS | BAS | B | WK | &BR | mEas
Csatrebeclun Alloy Steel Te?#;gfgggt%el Cast Iron <52hre | >52hre Stsatlg‘ler-lzss T|t:|r|1c|;§lm Alumllér;um Copper | Resin | Graphite Super Alloy
74.04.02.05 2 50
74.04.04.05 4 50
74.04.06.05 04 R0.05 5 0.8 0.36 4 50
74.04.08.05 8 50
74.05.03.05 3 50
74.05.04.05 4 50
74.05.06.05 0.5 R0.05 6 1 0.45 4 50
74.05.08.05 8 50
74.05.10.05 10 50
74.06.03.05 3 50
—74'06'06'05 0.6 R0.05 6 1.2 0.55 4 50
74.06.09.05 9 50
74.06.12.05 12 50
74.08.04.05 4 50
74.08.08.05 0.8 R0.05 8 16 0.75 4 50
74.08.12.05 12 50
74.08.16.05 16 50
74.10.06.10 6 50
74.10.08.10 8 50
74.10.10.10 10 RO.1 10 2 0.95 4 60
74101210 12 60
74.10.15.10 15 60
74.10.20.10 20 60
74.10.06.20 6 50
74.10.08.20 8 50
74.10.10.20 10 RO.2 10 2 0.95 4 60
74.10.12.20 12 60
74.10.15.20 15 60
74.10.20.20 20 60
74.15.06.10 15 RO 6 3 145 4 50
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Kg;% ian 74 GEF%D%H%C;}’[M Series
L |

-GS

’%

R\—:—T— ‘/(15
éD S ‘
¢di

AZE: d=h5 Tolerance ;ﬁi F% Zl MU%’E . |Z [tz . Z T gﬁﬁ% JE'A%V(*#EE

D<3 0.-0.015 Coating Slotting 4 Side Milling L& Face Milling __Z4 Flute Helix Angle | Workpiece HRC

3<D<20 0,-0.02 ~ -

R £0.005 DIA @) @) @) 2 30°

WHIEIMEL Cutting Materials O 3E%iE4& Very Suitable O3E#& Suitable

[ AEW A RN B Har(ﬁr%c?msteel REN %"K‘n%% AE® i iR fasE BaRaE
qutl'ebec;n Alloy Steel Teanjsgﬁgdegt%el Cast Iron <52hre | >52hre Stsat'gé?ss Tlt'glrfg\:/m Alulr_\'rlmlt(l)r;um Copper | Resin | Graphite | Super Alloy

74.15.10.10 10 60
74.15.16.10 1.5 RO.1 16 3 1.45 4 60
74.15.20.10 20 60
74.15.06.15 6 50
74.15.10.15 10 60
74.15.16.15 15 RO.15 16 3 145 4 60
74.15.20.15 20 60
74.15.06.20 6 50
74.15.10.20 10 60
74.15.16.20 15 R02 16 3 145 4 60
74.15.20.20 20 60
74.20.06.10 6 50
74.20.08.10 8 60
74.20.10.10 10 60
74.20.12.10 12 60
74.20.16.10 20 RO.1 16 4 1.92 4 60
74.20.20.10 20 60
74.20.25.10 25 75
74.20.30.10 30 75
74.20.06.20 6 50
74.20.08.20 8 60
74.20.10.20 10 60
74.20.12.20 12 60
74.20.16.20 20 R02 16 4 1.92 4 60
74.20.20.20 20 60
74.20.25.20 25 75
74.20.30.20 30 75
74.30.09.10 3.0 RO.1 9 9 2.9 4 50
74.30.15.10 15 60
74.30.20.10 3.0 RO.1 20 6 29 4 60
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Graphite Cutter Series K / ¥ =
74 B2 exion
BIAEESESEEHET] solid Carbide Corner Radius End Mill

I &d
= i e |

@D i

/

¢di

A% d=h5  Tolerance 22| Zl s 2 |an Z nE | Wizm | seHEE
D<3 0,-0.015 Coating Slotting Side Milling M. Face Millingd/ Flute | HelixAngle | Workpiece HRC
3<D<20 0,-0.02 S

R £0.005 DIA © © @) 2 30

ETHIAEL Cutting Materials O dE%iE4 Very Suitable O3&4 Suitable

B aem WER | B% | nadowdhed | AEW | #A® | Ba® | @ | WE | A2 | s8a
cSatrebetin Alloy Steel Tg#;gfg;gé‘el Castlron | oo [ oopic Stsat'gle‘?ss T'tgﬂg;m Alumfg;um Copper | Resin | Graphite | Super Alloy
O O
7 (D) Bk (1) B (01) | @@ () | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
74.30.30.10 30 75
74.30.45.10 3 RO1 45 6 29 4 100
74.30.09.20 3 RO.2 9 2.9 4 50
74.30.15.20 15 60
74.30.20.20 20 60
74.30.30.20 3 R02 30 6 29 4 75
74.30.45.20 45 100
74.30.09.30 3 RO.3 9 29 4 50
74.30.15.30 15 60
74.30.20.30 20 60
74.30.30.30 3 RO3 30 6 29 4 75
74.30.45.30 45 100
74.30.09.50 3 RO.5 9 2.9 4 50
74.30.15.50 15 60
74.30.20.50 20 60
74.30.30.50 3 ROS 30 6 29 4 75
74.30.45.50 45 100
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N
NS . .
K&lgz .an 4 Graphite Cutter Series
(Y | 7 BRI
L |
I @d
|
R 15°
e SIS -
éD ]
¢d1
AZ:. d=h5 e — gi FH& lZl 5% Z [tz Z TE 12ER EAREE
D<3 0,-0.015 Coating Slotting 4 Side Milling |A Face Milling_-/a Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02 P P Py S
R £0.005 DIA @) ©) O 4 30
WYIHIMEL Cutting Materials O 3E#iE4 Very Suitable O 3&#& Suitable
HER A WER | % | Hadordbee | FHM | $AS | HAS | @ | ME | GE | &8AT
Csat;bec;n Alloy Steel Teanjsgﬁgdegt%el Cast Iron <52hre | >52hre Stsat'gé?ss Tlt'glrfg\:/m Alulr_\'rlmlt(l)r;um Copper | Resin | Graphite | Super Alloy
744.10.06.10 6 50
744.10.08.10 8 50
744.10.10.10 10 RO.1 10 P 0.95 4 60
744.10.12.10 12 60
744.10.15.10 15 60
744.10.20.10 20 60
744.10.06.20 6 50
744.10.08.20 8 50
744.10.10.20 10 RO.2 10 2 0.95 4 60
744.10.12.20 12 60
744.10.15.20 15 60
744.10.20.20 20 60
744.15.06.10 6 50
744.15.10.10 15 RO 1 10 3 145 4 60
744.15.16.10 ' ’ 16 ’ 60
744.15.20.10 20 60
744.15.06.15 6 50
744.15.10.15 i T 10 g . y 60
744.15.16.15 ’ ' 16 ' 60
744.15.20.15 20 60
744.15.06.20 6 50
744.15.10.20 15 RO.2 10 3 145 4 60
744.15.16.20 ' ' 16 ' 60
744.15.20.20 20 60
744.20.06.10 6 50
744.20.08.10 8 60
744.20.10.10 10 60
744.20.12.10 o0 -~ 12 4 e p 60
744.20.16.10 ’ ' 16 ’ 60
744.20.20.10 20 60
744.20.25.10 25 75
744.20.30.10 30 75
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Graphite Cutter Series K / ¥ =
74 B2 exion
BIAEESESEEHET] solid Carbide Corner Radius End Mill

L |

———— " -
|
R~ 15
il
®éD i
¢d1

AE: d=h5 TelkrErE gi Fri& ZI g Z [tz Z VAL 12EF EAREE
D<3 00015 Coating Slotting Side Milling M. Face MillingJ/ Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02 .
R 20.005 DIA O @ © 4 30

ETHIAEL Cutting Materials O dE#iE4 Very Suitable O3&%4 Suitable

R A WEN | B | odordbee | FEW | #Ae | ®AS | W |WE | &8 | mEs
Cagbe?” Alloy Steel Tg#;grcg‘;gt%el Castlron | _oon [ Loopee Stsat'gle?“ T'tgﬂg;m Aluﬂ?ﬁ;;um Copper | Resin | Graphite | Super Alloy
O O
7 (D) Bk (1) B (01) | @@ () | 2K (L)
Code No. Cutter Dia. Corner Radius | Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length

744.20.06.20 6 50
744.20.08.20 8 60
744.20.10.20 10 60
744.20.12.20 12 60
744.20.16.20 20 R02 16 4 1.92 4 60
744.20.20.20 20 60
744.20.25.20 25 75
744.20.30.20 30 75
744.30.09.10 3.0 RO.1 9 9 4 50
744.30.15.10 15 60
744.30.20.10 20 60
744.30.30.10 3.0 RO.1 30 6 2.9 4 75
744.30.45.10 45 100
744.30.09.20 3.0 R0.2 9 4 50
744.30.15.20 15 60
744.30.20.20 20 60
744.30.30.20 3.0 R0.2 30 6 29 4 75
744.30.45.20 45 100
744.30.09.30 3.0 R0.3 9 4 50
744.30.15.30 15 60
744.30.20.30 20 60
744.30.30.30 3.0 R03 30 6 29 4 75
744.30.45.30 45 100
744.30.09.50 3.0 RO0.5 9 4 50
744.30.15.50 15 60
744.30.20.50 20 60
744.30.30.50 3.0 RO 30 6 29 4 75
744.30.45.50 45 100
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Kg;%ian 76 %r%%n%c;j[ter Series

¢d
Si8 ———

®D S
¢d1
A d=h5 Telerenee gi FHE lZl Mgt |Z E 7 VAL L= EEMRIEE
D=3 0.-0.015 Coating Slotting A Side Milling Face Milling _/A| Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 = P P S
R £0.005 DIA @) @) O 2 30

WHIEIMEL Cutting Materials O 3E#iE4& Very Suitable O3E#& Suitable

[ aEW BRI B Haréfr%émsteel REN REE 2E® | g A BREEE
Csatrebec?n Alloy Steel Teinwjggch;gt%el Cast Iron <52hre | >52hre Stsat'gé?ss T'tzlrllgim Alumﬁ)r;,um Copper | Resin | Graphite | Super Alloy
O @)
76.20.06.20 2 R0.2 6 6 50
76.20.10.20 10 50
76.20.16.20 16 50
76.20.20.20 2 R0.2 20 4 1.92 6 60
76.20.25.20 25 75
76.20.30.20 30 75
76.30.09.30 3 R0.3 9 6 50
76.30.15.30 15 50
76.30.20.30 20 60
76.30.30.30 3 RO3 30 6 2.9 6 75
76.30.45.30 45 100
76.30.09.50 3 RO.5 9 6 50
76.30.15.50 15 50
76.30.20.50 20 60
76.30.30.50 3 RO 30 6 29 6 75
76.30.45.50 45 100
76.40.12.20 4 R0O.2 12 6 50
76.40.15.20 15 50
76.40.20.20 20 60
76.40.25.20 4 R0.2 25 8 3.9 6 75
76.40.30.20 30 75
76.40.40.20 40 100
76.40.12.50 4 R0O.5 12 6 50
76.40.15.50 15 50
76.40.20.50 20 60
76.40.25.50 4 R0.5 25 8 3.9 6 75
76.40.30.50 30 75
76.40.40.50 40 100
76.50.20.50 20 60
76.50.30.50 5 RO.5 30 10 4.9 6 75
76.50.50.50 50 100

180



N|
. . / )
o Graphite Cutter Series k é‘;ﬁ -an
7 BRIES| 'Y |
L |
R\ Ih
) I { T
¢d1
AZE: d=h5 ToEERED gi FHi& Z 5% Z [tz 7 VAL 125EF EAREE
D<3 00015 Coating Slotting |A| Side Milling |A Face Milling A Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02 ~ °
R £0.005 DIA @) ©) 4 30
HWEIHIARL Cutting Materials O JE#1E4 Very Suitable O i&% Suitable
%
B aem WER | B% | nadowdhed | AE® | ge® | #A @ |mE| 5B | mEes
Csatl;zbeclm Alloy Steel Teersgfel"degtge(el Cast Iron <52hre | >52hre Stsatlgleelss T'tgng;,m Alumltér\l/um Copper | Resin | Graphite | Super Alloy
O @)
70.03.015.01 15 60
70.03.025.01 RO.1 25 9 29 3 75
70.03.030.01 30 100
70.03.015.02 15 60
70.03.025.02 R0.2 25 9 2.9 3 75
70.03.030.02 30 100
70.03.015.03 15 60
70.03.025.03 R0O.3 25 9 29 3 75
70.03.030.03 30 100
70.03.015.05 15 60
70.03.025.05 R0.5 25 9 2.9 3 75
70.03.030.05 30 100
70.04.020.01 20 60
70.04.025.01 RO.1 25 12 3.8 4 75
70.04.030.01 30 100
70.04.020.02 20 60
70.04.025.02 R0.2 25 12 3.8 4 75
70.04.030.02 30 100
70.04.020.05 20 60
70.04.025.05 R0.5 25 12 3.8 4 75
70.04.030.05 30 100
70.06.030.02 30 60
70.06. .02
0.06.035.0 RO.2 35 20 57 6 75
70.06.040.02 40 100
70.06.060.02 60 150
70.06.030.03 30 60
70.06. .
0.06.035.03 RO.3 35 20 57 6 75
70.06.040.03 40 100
70.06.060.03 60 150
70.06.030.05 RO5 30 20 5.7 6 60
70.06.035.05 35 75
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70

Graphite Cutter Series

A=JIRY|
L
R I
\ |
@0 |+ S
¢d1
AZ. d=h5 Tl EEEE gi FH& |Z| % |Z [tz 7 TE 12ER EAREE
D<3 0,-0.015 Coating Slotting 4 Side Milling k£ Face Milling _/| Flute Helix Angle | Workpiece HRC
3<D<20 0,-0.02 _ _ —
R +0.005 DIA ©) (@) © 4 30°
WHTHIAEL Cutting Materials O JE%3E& Very Suitable O &% Suitable
BER A WEA | BB | tedorded | REW | %AS | |AS | W WK | 5E | Amas
C;’t"ebecfn Alloy Steel Teinwjggchdegt%el Cast Iron <52hre | >52hre St;(ig(ljss Titzlrf(i;:/m Alumﬁ)r;,um Copper | Resin | Graphite | Super Alloy
O @)
70.06.040.05 40 100
70.06.060.05 6 RO.5 60 20 57 6 150
70.06.030.10 30 60
70.06.035.10 35 75
70.06.040.10 6 Ri 40 20 7 6 100
70.06.060.10 60 150
70.08.020.02 8 R0.2 20 8 60
70.08.040.02 40 80
70.08.060.02 8 R0.2 60 25 7.7 8 110
70.08.060.02L 60 150
70.08.020.05 8 R0.5 20 8 60
70.08.040.05 40 80
70.08.060.05 8 R0.5 60 25 7.7 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 R0.5 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 R0.5 40 30 11.7 12 80
70.12.060.05 60 110
—_———— 12 R0.5 35 11.7 12
70.12.060.05L 60 150
70.12.040.10 12 R1.0 40 30 11.7 12 80
70.12.060.10 60 110
—_— 12 R1,0 35 11.7 12
70.12.060.10L 60 150
70.16.100.05 16 R0.5 100 40 18,5 16 150
70.16.100.10 16 R1 100 40 15.5 16 150
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Graphite Cutter Series ¥ =
e K&stian

BABEFRSESFIEHET] Solid Carbide Square End Mill

L |
I1 &d
——— Ji e [
®D S
Gd1
gi FriE % gE Z itz Z I 2hER EEMREE
AZE: d=h5 Tolerance Coating Slotting Side Milling M. Face Millingd/ Flute Helix Angle | Workpiece HRC
D=3 00015
3<D<20 0-0.02 DIA ©) © (@) 2 30°
HETHIAEL Cutting Materials O dE%iE4 Very Suitable O3&%4 Suitable
WE aem BER | B% | radoodheel | FEW | Hes | #Ae | W |WE | 5B | mRe
cSa}'_ebetin Alloy Steel Tg#;gfg;gt%el Castlron | o [ oo Stsatigle?“ Tit:ﬂg;m Aluﬂqf(‘;;um Copper | Resin | Graphite | Super Alloy
O ©
7% (D) K (1) BEE (d1) WE (d)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
84.03.015 1.5 50
84.03.030 8 50
84.03.050 03 5 05 027 4 50
84.03.060 6 50
84.04.020 2 50
84.04.040 4 50
84.04.060 e 6 R e & 50
84.04.080 8 50
84.05.015 15 50
84.05.030 3 50
84.05.040 4 50
84.05.060 0.5 6 1 0.45 4 50
84.05.080 8 50
84.05.100 10 50
84.06.030 3 50
84.06.040 4 50
84.06.060 6 50
84.06.080 g 8 12 RS 4 50
84.06.100 10 50
84.06.120 12 50
84.08.040 4 50
84.08.060 6 50
84.08.080 8 50
84.08.100 08 10 6 0.75 4 50
84.08.120 12 50
84.08.160 16 50
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I/ l 5Z - Graphite Cutter Series

exian Y]
BIKEFRSESFEEFET] Solid Carbide Square End Mill

I @d
———————— n e [

®D ]

@d1

he | Z s é | m Z mE | BiER | EAMREE
NZE: d=h5 Tolerance Coating Slotting u Side Milling Face Milling _.A Flute | HelixAngle | Workpiece HRC
Ds3 0,-0.015 -
3<D<20 0,-0.02 DIA © €] ) 2 30

ATHIAEL Cutting Materials O 3E#iE4 Very Suitable O3&%4 Suitable

B aem WER | B% | madowdhed | AEW | $A | BAe | @ | WE | A2 | s8a
C;t;be‘in Alloy Steel Tg#;gf:;gé‘el Castlron | o [ oo o Sts""t'gle‘?ss T'tgng;m Alumllér;um Copper | Resin | Graphite | Super Alloy
O @)
BE (1) DE (1) = (d1) 112 (d)
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
84.10.030 1 3 4 50
84.10.060 6 50
84.10.080 8 50
84.10.100 10 60
84.10.120 ! 12 2 0-95 4 60
84.10.150 15 60
84.10.200 20 60
84.15.050 1.5 5 4 50
84.15.080 8 50
84.15.100 15 10 3 145 4 60
84.15.150 15 60
84.15.200 20 60
84.20.060 2 6 4 50
84.20.080 8 50
84.20.100 10 60
84.20.120 12 60
84.20.160 2 16 4 192 4 60
84.20.200 20 60
84.20.250 25 70
84.20.300 30 75
84.20.400 40 100
84.30.090 3 9 4 60
84.30.150 15 60
84.30.200 3 20 6 29 4 60
84.30.300 30 75
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Graphite Cutter Series '/ 5z

FBTIFI exian

BIAEFRSESFEERFET] Solid Carbide Square End Mill

e |

¢ D i
od1

o | 7 Z W é E Z nH | wiEm | seMEE
Coating Slotting u Side Milling Face MiIIing_-Al Flute Helix Angle | Workpiece HRC
AZE: d=h5 Tolerance
Ds3 0,-0.015 DIA €] (@) (e} 4 30°

WA Cutting Materials O3 & & Very Suitable O3&#& Suitable

HER aew WER | % | Hademdbee | FEE | %A | €A @ | wE| 5E | mEase
qu[rebé? u Alloy Steel Tgntljsgfgc?gtge(el Cast Iron <52hre | >52hre Stg;g(leelss T'tglrllc';;,m Alumll:)r;um Copper | Resin | Graphite | Super Alloy
O ©
Code No. Cutter Dia. Effective Length Length of Cut Neck Dia. Shank Dia. Overall Length
844.10.030 1 3 4 50
844.10.060 6 50
844.10.080 8 50
844.10.100 10 60
_——— 1 2 0.95 4
844.10.120 12 60
844.10.150 15 60
844.10.200 20 60
844.15.045 1.5 4.5 4 50
844.15.060 6 50
844.15.080 8 50
844.15.100 15 10 3 1.45 4 60
844.15.150 15 60
844.15.200 20 60
844.20.060 2 6 4 50
844.20.080 8 50
844.20.100 10 60
844.20.120 12 60
844.20.160 2 16 4 192 4 60
844.20.200 20 60
844.20.250 25 70
844.20.300 30 75
844.20.400 40 100
844.30.090 3 9 4 60
844.30.150 15 60
844.30.200 3 20 6 28 4 60
844.30.300 30 75
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Kg;% ian 86 %%%H%C;Jtter Series

BIKEFRSESFEIEFET] Solid Carbide Square End Mill

L \

11 &d

e i e
éD <
Gdi
%ﬁi Fri& ZI gk Z [tz Z VAE> 25E EaREE

AZ: d=h5 Tolerance Coating | Slotting Side Milling Ié. Face Millingd/ Flute | HelixAngle | Workpiece HRC
D<3 0,-0.015 -
3<D<20 0,-0.02 DIA @} (@) (@) 2 30

wWHIEIA R Cutting Materials O3 & & Very Suitable O3& & Suitable

HEN 2SN BEN B | el | RE® | #AS | #A @ | WE | AR | mEat
Csat':’;n Alloy Steel Tgr#ggl?gggt%el Cast Iron <52hre | >52hre Stsatlgéelss Tltzlr?g;m AIuR'u:R/um Copper | Resin | Graphite | Super Alloy
O ©
Codie No. Cutter Dia. Effective Length Length of Cut Neck Dia. NERIQIER Overall Length
86.020.060 2 6 6 50
86.020.100 10 50
86.020.160 16 50
86.020.200 20 60
86.020.250 2 25 4 1.92 6 60
86.020.300 30 75
86.020.350 35 75
86.020.400 40 100
86.030.120 3 12 6 50
86.030.150 15 50
86.030.200 20 60
86.030.300 e 30 e 2 g 75
86.030.450 45 100
86.040.160 4 16 6 50
86.040.200 20 60
86.040.300 30 75
T — 4 8 3.9 6
86.040.400 40 100
86.040.600 60 100
86.050.200 5 20 6 60
86.050.300 30 75
e ——— 5 10 4.9 6
86.050.500 50 100
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80 s K&stian

o TS T e

¢d1
RZE: d=h5 Tolerance ﬁi FriE 7 E:S 7 Ek 7 T @yt BAMEE
D<3 0,-0.015 Coating Slotting |A| Side Milling |A Face Milling i Flute | Helix Angle | Workpiece HRC
3<D<20 0,-0.02 . — - .
R £0.005 DIA ©) (¢) o 4 30

WHTHIAEL Cutting Materials ©3E%iB4 Very Suitable O3&& Suitable

HEN A BEA | B% | vadoded | AW | %As | @8 @ |wEE | BB | mEas
Csatl;zbeclm Alloy Steel Teersgfel"degtge(el Cast Iron <52hre | >52hre Stsa\tigéelss Titﬁng;,m Alumltér\l/um Copper | Resin | Graphite | Super Alloy
O @)
80.03.09 3 9 3 50
80.03.15 15 60
80.03.25 B 25 9 2.9 3 75
80.03.30 30 100
80.04.12 4 12 4 50
80.04.20 20 60
80.04.25 4 25 12 3.8 4 75
80.04.30 30 100
80.04.40 40 120
80.05.25 25 60
80.05.35 5 35 20 4.7 5 75
80.05.50 50 100
80.06.15 6 15 6 50
80.06.30 30 60
80.06.35 35 75
80.06.40 6 40 20 5.7 6 100
80.06.60 60 150
80.08.20 8 20 8 60
80.08.30 8 30 20 7.7 8 60
80.08.40 40 80
80.06.60 8 60 25 77 8 110
80.08.60L 60 150
80.08.80 80 200
80.10.40 40 80
80.10.60 10 60 30 9.7 10 110
80.10.60L 60 150
80.10.100 100 200
80.12.40 12 40 30 1.7 12 80
80.12.60 60 110
80.12.60L 12 60 35 1.7 12 150
80.12.100 100 200
80.16.100 100 150
80.16.100L 16 100 40 15.5 16 180
80.16.150 150 250
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Ké&stion
BIKEFRSESFEIEFET] Solid Carbide Square End Mill

80

Graphite Cutter Series
Aa£JIRG

gi FrHi& & gk Z [tz Z TE 12ER EAREE
Coating Slotting Side Milling M. Face MiIIingA/ Flute Helix Angle | Workpiece HRC
NZE: d=h5 Tolerance
3<D<20 0.-0.05 DIA o o ©
wWHIEIA R Cutting Materials O3 & & Very Suitable O3& & Suitable
[ AEW W FEE Harﬁrﬁ%ﬂteel AEBW REE fBE o pE ALES SR
Csat':’(g g Alloy Steel Tgnl:gglsgt?gt%el Cast Iron <52hre | >52hre Stsatlgéelss Tlt:lr?g;m AIuR'IIILg‘;um Copper | Resin CFRP
@
ITES 7% (D) 7 (1) w1z (d) 2% (L) T
Code No. Cutter Dia. Length of Cut EIEN Overall Length Flute
80.06.024.08F 6 24 6 75 8
80.08.032.10F 8 32 8 80 10
80.10.040.12F 10 40 10 100 12
80.12.048.14F 12 48 12 100 14
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Graphite Cutter Series I/ A 5%

FETIR5 exian
1EIES%3E Miling Parameters Recommendation
AENERNESHSEEX

Milling Parameters Chart of Diamond Coating Cutters

IHIZ% Cutting Parameters

TR
Tools Specifications R Rotagng Speed pize Feeging Rate
D16 (#80T Roughing) 5000 5000 2 9.6
D12 (#8510 Roughing) 6000 5000 1.5 7.2
D10 (#51T Roughing) 7000 5000 1 6
D8 (#/1L Roughing) 7500 5000 0.8 4
D6 (#71L Roughing) 9000 5000 0.7 3
D4 (#EMT Roughing) 11000 5000 0.4 2
D2 (#/1T Roughing) 13000 3500 0.2 1
D12 (#&80L Finishing) 8000 5000 0.1 6
D10 (#HNL Finishing) 10000 5000 0.1 5
D8 (#&MNL Finishing) 11000 5000 0.1 4
D6 (#70L Finishing) 12000 5000 0.1 &
D4 (#70L Finishing) 14000 5000 0.1 2
D2 (AT Finishing) 15000 3000 0.07 1
D1 (¥ Finishing) 16000 2000 0.06 0.5
D0.8 (#5/NL Finishing) 20000 1500 0.05 0.4
D0.6 (#511L Finishing) 20000 1500 0.05 0.3
DO.5 (#&11L Finishing) 20000 1500 0.05 0.25
D0.4 (#&11L Finishing) 20000 1000 0.05 0.2
DO0.3 (#&11L Finishing) 20000 1500 0.03 0.15
DO.2 (#70L Finishing) 25000 1500 0.02 0.1
R6 (f&MNL Finishing) 8000 5000 0.3 0.3
RS (KA Finishing) 10000 5000 0.25 0.25
R4 (BT Finishing) 10000 5000 0.2 0.2
R3 (¥AT Finishing) 11000 5000 0.15 0.15
R2 (#&MNL Finishing) 12000 5000 0.1 0.1
R1 (&ML Finishing) 14000 3500 0.06 0.06
RO.75(f&10L Finishing) 15000 3000 0.05 0.05
R0.5 (#80T Finishing) 16000 2500 0.05 0.05
R0O.4 (#10T Finishing) 20000 2500 0.04 0.04
R0.3 (#50T Finishing) 20000 2000 0.03 0.03
RO.25(#0 T Finishing) 20000 1800 0.025 0.025
RO.2 (#&PNT Finishing) 25000 1500 0.02 0.02
RO.15(#0 T Finishing) 28000 1200 0.015 0.015
RO.1 (f&M0L Finishing) 28000 1000 0.01 0.01
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DRILLING BITS SERIES

1-2.9mm2D/7D/12D/20D/25D/30D/40D %43k
1-2.9mm 2D/7D/12D/20D/25D/30D/40D Drill Bits

HEFIRISFM

Cutting Conditions

FR1E£53DW/5DW/7DW
Twist Drill Bits 3DW/5DW/7DW

3DN/5DN/7DN/12DN/15DN/20DN/25DN

Internal Cooling Aiguille Drill Bits 3DN/5DN/7DN/12DN
15DN/20DN/25DN

HE$43DZCW/5DZCW/7DZCN
Straight Fluted Drill Bits 3DZCW/5DZCW/7DZCN

=71$53DSRW/5DSRN/7DSRN
3 Flute Drill Bits 3DSRW/5DSRN/7DSRN

E 1L $590DXW/120DXW
Pilot Drill Bits 90DXW/120DXW

HiE®KT1ZCJ

Straight Fluted Reamers ZCJ

BHEE TILXJ

Spiral Reamers LXJ

*FiK$43DPDW/5DPDN
Flat Bottom Drill Bits 3DPDW/SDPDN -

ERA EHLHEFVIHISH

Recommended Cutting Parameters for Solid Carbide All y Drill Bits

BREERINVEFVHSH ;

Recommended Cutting Parameters for Solid Carbide Alloy Reamers

Boring Cutter 4

Thread Milling Cutter

P191-197

P198

P199-205

P206-219

P220-222

P223-225

P226-227

P228

P229

P230-231

P232

P233

P234-241

P242-245

SEEEgiEEE, MMM

Top Performance, Competitive Price!




General Drilling Series

B EIZRS

1-2.9mm 2D%43k 1-2.9mm 2D Drill Bits

o} @
L1

L2
BH{&/A\Z% Tolerance.m7
+0.002/+0.012 L
#DHIAEL Cutting Materials O 3k%iE& Very Suitable O i& & Suitable
N TERBIN —
[ R A 4R Hardened Steel REEN NGk B ] Ny
CS%("ebe?n Alloy Steel T %nggggt%el <52hre W Stsatigle?ss TitAaIr|1(i)t;,m Alumltér;um Copper | Resin Super Alloy
T8RS 7z B B BN ULEES BRAMIAR
Code No. D(mm) L2(mm) L(mm) L3(mm) d(mm) L1(mm)

2DN.10.35.50 1.0 3.5 50.0 0.2 4 2.2
2DN.11.35.50 1.1 385 50.0 0.2 4 2.4
2DN.12.40.50 1.2 4.0 50.0 0.2 4 2.6
2DN.13.45.50 1.3 4.5 50.0 0.2 4 2.8
2DN.14.45.50 1.4 4.5 50.0 0.2 4 3.0
2DN.15.50.50 15 5.0 50.0 0.3 4 3
2DN.16.55.50 1.6 5.5 50.0 0.3 4 3.5
2DN.17.55.50 1.7 65 50.0 0.3 4 3.7
2DN.18.60.50 1.8 6.0 50.0 0.3 4 3.9
2DN.19.65.50 1.9 6.5 50.0 0.3 4 41
2DN.20.65.50 2.0 6.5 50.0 0.4 4 4.4
2DN.21.70.50 2.1 7.0 50.0 0.4 4 4.6
2DN.22.70.50 2.2 7.0 50.0 0.4 4 4.8
2DN.23.75.55 2.3 7.5 55.0 0.4 4 5.0
2DN.24.80.55 2.4 8.0 55.0 0.4 4 5.2
2DN.25.80.55 25 8.0 55.0 0.4 4 5.5
2DN.26.85.55 2.6 8.5 55.0 0.5 4 5.7
2DN.27.90.55 2.7 9.0 55.0 0.5 4 5.9
2DN.28.90.55 2.8 9.0 55.0 0.5 4 6.1
2DN.29.95.55 2.9 9.5 55.0 0.5 4 6.3
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/s a3z
exian

1-2.9mm 7D%43L 1-2.9mm 7D Drill Bits

General Drilling Series

& A $h HI 5

L3
D}::g_@ - I'c
L1
BERNZE Tolerance.m7 L2
+0.002~+0.012 L
WETEIAEL Cutting Materials ©3E#iE4 Very Suitable O3E4& Suitable
=W AL G158 75223 Harﬁrﬁ%ﬂteel REN Nk =) & | g A% BREEE
Csat;beoln Alloy Steel Tgrrlmjsgrcg;gt%el Cast Iron <52hre | >52hre St;tigéelss Titim;;m AIumL(:)r;lum Copper | Resin | Graphite | Super Alloy
VS 7z R B 28 wE =RAMIAR
Code No. D(mm) L2(mm) L(mm) L3(mm) d(mm) L1(mm)

7DN.10.09.55 1.0 9 55 0.2 4 7
7DN.11.10.55 1.1 10 55 0.2 4 8
7DN.12.11.55 1.2 1 55 0.2 4 9
7DN.13.12.55 1.3 12 B9 0.2 4 10
7DN.14.12.55 14 12 55 0.3 4 10
7DN.15.13.55 1.5 13 55 0.3 4 11
7DN.16.14.57 1.6 14 57 0.3 4 12
7DN.17.14.57 1.7 14 57 0.3 4 12
7DN.18.15.59 1.8 15 59 0.3 4 13
7DN.19.16.59 1.9 16 59 0.4 4 14
7DN.20.17.62 2.0 17 62 0.4 4 14
7DN.21.18.62 2.1 18 62 0.4 4 15
7DN.22.19.62 2.2 19 62 0.4 4 16
7DN.23.20.65 2.3 20 65 0.4 4 17
7DN.24.20.65 2.4 20 65 0.4 4 17
7DN.25.21.65 2.5 21 65 0.5 4 18
7DN.26.22.65 2.6 22 65 0.5 4 19
7DN.27.22.68 2.7 22 68 0.5 4 19
7DN.28.23.68 2.8 23 68 0.5 4 20
7DN.29.24.68 2.9 24 68 0.5 4 21
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General Drilling Series

& shEI RS

1-2.9mm 12DE5SL  1-2.9mm 12D Drill Bits

BERNZE Tolerance.h7 L2
0~-0.01 L
WHIHIME} Cutting Materials O3F#iE& Very Suitable O & Suitable
BEN A2 BESR H5% | hadodved | FEW | sa® | 8a @ | wWiE | @B | meas
Csatrebeoln Alloy Steel Tgﬁsgrcg;gt%el Cast Iron <52hre | >52hre Stsatig‘leeiss Tit:IrFCi)L\J/m Alu;“ﬁ)';um Copper | Resin | Graphite | Super Alloy
@) O (@) (@) @) @) O O O O @)
T8RS 7z RS IS8 BN RS =AMIAR
Code No. D(mm) L2(mm) L(mm) L3(mm) d(mm) L1(mm)

12DN.10.15.58 1.0 15 58 0.2 4 13
12DN.11.16.58 1.1 16 58 0.2 4 14
12DN.12.17.60 1.2 17 60 0.2 4 15
12DN.13.18.60 1.3 18 60 0.2 4 16
12DN.14.20.63 1.4 20 63 0.3 4 18
12DN.15.21.63 1.5 21 63 0.3 4 19
12DN.16.22.66 1.6 22 66 0.3 4 20
12DN.17.23.66 1.7 23 66 0.3 4 21
12DN.18.24.69 1.8 24 69 0.3 4 22
12DN.19.27.69 1.9 27 69 0.4 4 24
12DN.20.28.73 2.0 28 73 0.4 4 25
12DN.21.29.73 2.1 29 73 0.4 4 26
12DN.22.30.73 2.2 30 73 0.4 4 27
12DN.23.31.78 2.3 31 78 0.4 4 28
12DN.24.33.78 2.4 33 78 0.4 4 30
12DN.25.34.78 2.5 34 78 0.5 4 31
12DN.26.35.78 2.6 35 78 0.5 4 32
12DN.27.36.83 2.7 36 83 0.5 4 33
12DN.28.38.83 2.8 38 83 0.5 4 35
12DN.29.40.83 2.9 40 83 0.5 4 36
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¥ :FiA “ e Ser
A eneral Drilling Series
exXian BRI 5

1-2.9mm 20DE5SL  1-2.9mm 20D Drill Bits

= .
J=

w

135°
<P
i
i
d

L1
L2
BERNZE Tolerance.h7
0~-0.01 L
WETHI AR Cutting Materials O3 & & Very Suitable O3&#& Suitable
=W AL G158 75223 Harﬁrﬁ%ﬂteel REN Nk =) & | g A% BREEE
Cft?eoln Alloy Steel Tgrrl:sgrcg;gt%el Cast Iron <52hre | >52hre Stsatigleelss Tit/::lrlmti;;m Alumlgr;,um Copper | Resin | Graphite | Super Alloy
T8RS 7z 1B B FHR RS BAINIR
Code No. D(mm) L2(mm) L(mm) L3(mm) d(mm) L1(mm)

20DN.10.24.067 1.0 24 67 0.2 4 20
20DN.11.26.067 1.1 26 67 0.2 4 22
20DN.12.28.071 1.2 28 71 0.2 4 24
20DN.13.31.071 1.3 31 71 0.2 4 26
20DN.14.33.075 1.4 33 75 0.3 4 28
20DN.15.35.075 1.5 & 75 0.3 4 30
20DN.16.38.079 1.6 38 79 0.3 4 32
20DN.17.40.079 1.7 40 79 0.3 4 34
20DN.18.42.084 1.8 42 84 0.3 4 36
20DN.19.45.084 1.9 45 84 0.4 4 38
20DN.20.47.091 2.0 47 91 0.4 4 40
20DN.21.49.091 2.1 49 91 0.4 4 42
20DN.22.51.091 2.2 51 91 0.4 4 44
20DN.23.54.098 2.3 54 98 0.4 4 46
20DN.24.56.098 2.4 56 98 0.4 4 48
20DN.25.59.098 2.5 59 98 0.5 4 51
20DN.26.61.098 2.6 61 98 0.5 4 53
20DN.27.63.107 2.7 63 107 0.5 4 B9)
20DN.28.65.107 2.8 65 107 0.5 4 57
20DN.29.68.107 2.9 68 107 0.5 4 59
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General Drilling Series / Fl gz -
B HIZ) exXian

1-2.9mm 25D%&5SL 1-2.9mm 25D Drill Bits

»LB
01: t@“@ = = < - k=]
- L1
L2
BERNZE Tolerance.h7
0~-0.01 L
HLIEIEL Cutting Materials O 3E#1E4 Very Suitable O3&4 Suitable
BEN A2 BEN | %% | hdodved | ABW | sa® | 8a @ | wWiE | @B | meas
Csatrebeoln Alloy Steel Tgrgsgrcg;gt%el Cast Iron <52hre | >52hre Stg:tig‘leeiss Tit:lrFCi)L\J/m Alumlllj)r;um Copper | Resin | Graphite | Super Alloy
O O (@) @) O @) O O O O @)
ITES 7z K S BN Rz =AMIAR
Code No. D(mm) L2(mm) L(mm) L3(mm) d(mm) L1(mm)

25DN.10.30.073 1.0 30 73 0.2 4 26
25DN.11.31.073 1.1 31 73 0.2 4 28
25DN.12.35.077 1.2 35 77 0.2 4 31
25DN.13.37.077 1.3 37 77 0.2 4 33
25DN.14.41.082 1.4 41 82 0.3 4 36
25DN.15.43.082 1.5 43 82 0.3 4 38
25DN.16.47.088 1.6 47 88 0.3 4 41
25DN.17.49.088 1.7 49 88 0.3 4 43
25DN.18.52.094 1.8 52 94 0.3 4 46
25DN.19.54.094 1.9 54 94 0.4 4 48
25DN.20.57.102 2.0 57 102 0.4 4 50
25DN.21.60.102 2.1 60 102 0.4 4 53
25DN.22.63.102 2.2 63 102 0.4 4 56
25DN.23.65.111 2.3 65 111 0.4 4 58
25DN.24.68.111 2.4 68 111 0.4 4 61
25DN.25.71.111 2.5 71 111 0.5 4 63
25DN.26.74.111 2.6 74 111 0.5 4 66
25DN.27.77.122 2.7 77 122 0.5 4 68
25DN.28.80.122 2.8 80 122 0.5 4 71
25DN.29.82.122 2.9 82 122 0.5 4 73
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¥ :FiA “ e Ser
A eneral Drilling Series
exXian BRI 5

1-2.9mm 30D%5SL 1-2.9mm 30D Drill Bits

L3
01: 03@ = S < - - EEse=| k=]
- L1 |
L2
BERNZE Tolerance.h7
0~-0.01 L
WETHI AR Cutting Materials O3 & & Very Suitable O3&#& Suitable
=W AL G158 75223 Harﬁrﬁ%ﬂteel REN Nk =) & | g A% BREEE
Cft?eoln Alloy Steel Tgrrl:sgrcg;gt%el Cast Iron <52hre | >52hre Stsatigleelss Tit/::lrlmti;;m Alumlgr;,um Copper | Resin | Graphite | Super Alloy
i85 I s R £hR e BAMIILR
Code No. D(mm) L2(mm) L(mm) L3(mm) d(mm) L1(mm)

30DN.10.35.079 1.0 35 79 0.2 4 31
30DN.11.38.079 1.1 38 79 0.2 4 34
30DN.12.41.084 1.2 41 84 0.2 4 37
30DN.13.45.084 1.3 45 84 0.2 4 40
30DN.14.48.090 1.4 48 90 0.3 4 43
30DN.15.51.090 1.5 51 90 0.3 4 46
30DN.16.55.099 1.6 55 99 0.3 4 49
30DN.17.58.099 1.7 58 99 0.3 4 52
30DN.18.61.104 1.8 61 104 0.3 4 55
30DN.19.65.104 1.9 65 104 0.4 4 58
30DN.20.68.113 2.0 68 113 0.4 4 61
30DN.21.71.113 2.1 71 113 0.4 4 64
30DN.22.74.113 2.2 74 113 0.4 4 67
30DN.23.78.124 2.3 78 124 0.4 4 70
30DN.24.81.124 2.4 81 124 0.4 4 73
30DN.25.84.124 2.5 84 124 0.5 4 76
30DN.26.87.124 2.6 87 124 0.5 4 79
30DN.27.90.137 2.7 90 137 0.5 4 82
30DN.28.93.137 2.8 93 137 0.5 4 85
30DN.29.97.137 2.9 97 137 0.5 4 88
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General Drilling Series / Fl gz -
B HIZ) exXian

1-2.9mm 40D%E5SL  1-2.9mm 40D Drill Bits

= . .

L3
RN S— =
- L1
L2
BERNZE Tolerance.h7
0~-0.01 L
HLIEIEL Cutting Materials O 3E#1E4 Very Suitable O3&4 Suitable
BEN A2 BESR H% | hadodbee | ABW | sa® | 8a @ | wWiE | @B | meas
Csatrebeoln Alloy Steel Tgrgsgrcg;gt%el Cast Iron <52hre | >52hre Stg:tig‘leeiss Tit:lrFCi)L\J/m Alumlllj)r;um Copper | Resin | Graphite | Super Alloy
O O (@) @) O @) O O O O @)
ITES 7z K S BN RS =AMIAR
Code No. D(mm) L2(mm) L(mm) L3(mm) d(mm) L1(mm)

40DN.10.045.090 1.0 45 90 0.2 4 41
40DN.11.049.090 1.1 49 90 0.2 4 45
40DN.12.053.097 1.2 53 97 0.2 4 49
40DN.13.058.097 1.3 58 97 0.2 4 53
40DN.14.062.105 1.4 62 105 0.3 4 57
40DN.15.066.105 1.5 66 105 0.3 4 61
40DN.16.071.113 1.6 71 113 0.3 4 65
40DN.17.075.113 1.7 75 113 0.3 4 69
40DN.18.079.123 1.8 79 123 0.3 4 73
40DN.19.084.123 1.9 84 123 0.4 4 77
40DN.20.088.136 2.0 88 136 0.4 4 81
40DN.21.092.136 2.1 92 136 0.4 4 85
40DN.22.096.136 2.2 96 136 0.4 4 89
40DN.23.101.150 2.3 101 150 0.4 4 93
40DN.24.105.150 2.4 105 150 0.4 4 97
40DN.25.109.150 2.5 109 150 0.5 4 101
40DN.26.113.150 2.6 113 150 0.5 4 105
40DN.27.117.167 2.7 117 167 0.5 4 109
40DN.28.121.167 2.8 121 167 0.5 4 113
40DN.29.126.167 2.9 126 167 0.5 4 117
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/s 5% “ o
¥ = eneral Drilling Series
k exXian e

HWEFFTHISRE Cutting Conditions

B, =N, AW HRBRAEW . BRUEER - GIRBEAEN . REEKRASE
WeHIHA SS400. S10C. S45C. SCM440% N AR ERAEN
SUS410. SUS420J2 SUS304. SUS316. SUS630%
R K = g =
bc MG g (I\%EJ ﬁ%\éi) ﬁﬁﬁﬁ% M ) (r\tﬂr'?J ﬁ%gi) Eﬁfﬁ% Mo )
(m/min) (mm/rev.) (m/min) (mm/rev.)
1.0 2-30 65(30—100) 20700 0.035(0.020—0.050) 60(20—100) 19100 0.025(0.010—0.040)
1.0 40 65(30—100) 20700 0.030(0.020—0.040) (20—100) 19100 0.020(0.010—0.030)
15 2-30 65(30—100) 13800 0.053(0.030—0.075) 60(20—100) 12700 0.038(0.015—0.060)
1.5 40 65(30—100) 13800 0.045(0.030—0.060) 60(20—100) 12700 0.030(0.015—0.045)
2.0 2-30 70(40—100) 11100 0.070(0.040—0.100) 60(20—100) 9500 0.050(0.020—0.080)
2.0 40 70(40—100) 11100 0.060(0.040—0.080) 60(20—100) 9500 0.040(0.020—0.060)
25 2-30 70(40—100) 8900 0.088(0.050—0.125) 60(20—100) 7600 0.063(0.025—0.100)
25 40 70(40—100) 8900 0.075(0.050—0.100) 60(20—100) 7600 0.050(0.025—0.075)
2.9 2-30 70(40—100) 7700 0.102(0.058—0.145) 60(20—100) 6600 0.073(0.029—0.116)
2.9 40 70(40—100) 7700 0.087(0.058—0.116) 60(20—100) 6600 0.058(0.029—0.087)
eI Fc%é%‘ %(%%5%% A5052 2'%%6%1 A7075
TS N Y=} ] \ﬁx — oy ]
oc | WTIGE | (GRENE) | mmae | GWESD L GVENE) | omeEs ]GSR
(m/min) (mm/rev.) (m/min) (mm/rev.)
1.0 2-30 70(40—100) 22300 0.035(0 020—0.050) 140(100—180) 31800 0.040(0.020—0.060)
1.0 40 0(40—100) 22300 0.030(0.020—0.040) 140(100—180) 31800 0.035(0.020—0.050)
15 2-30 70(40—100) 14900 0.053(0.030—0.075) 140(100—180) 21200 0.060(0.030—0.090)
1.5 40 0(40—100) 14900 0.045(0.030—0.060) 140(100—180) 21200 0.053(0.030—0.075)
2.0 2-30 0(40—100) 11100 0.070(0.040—0.100) 140(100—180) 15900 0.080(0.040—0.120)
2.0 40 70(40—100) 11100 0.060(0.040—0.080) 140(100—180) 15900 0.070(0.040—0.100)
25 2-30 0(40—100) 8900 0.088(0.050—0.125) 140(100—180) 12700 0.100(0.050—0.150)
25 40 0(40—100) 8900 0.075(0.050—0.100) 140(100—180) 12700 0.088(0.050—0.125)
2.9 2-30 0(40—100) 7700 0.102(0.058—0.145) 140(100—180) 11000 0.116(0.058—0.174)
2.9 40 70(40—100) 7700 0.087(0.058—0.116) 140(100—180) 11000 0.102(0.058—0.145)
| s =
iR Inoa 1 5% oA
FoT N Y] . BHAE
DC DS ) e Mo ) ) = M)
(m/min) (mm/rev.) (m/min) (mm/rev.)
1.0 2-30 30(10 50) 9500 0.015(0.010—0.020) 30(20—40) 9500 0.020(0.010—0.030)
1.0 40 30(10—50) 9500 0.015(0.010—0.020) 0(20—40) 9500 0.020(0.010—0.030)
15 2-30 30(10—50) 6400 0.023(0.015—0.030) 0(20—40) 6400 0.030(0.015—0.045)
1.5 40 30(10—50) 6400 0.023(0.015—0.030) 0(20—40) 6400 0.030(0.015—0.045)
2.0 2-30 30(10—50) 4800 0.030(0.020—0.040) (20—40) 4800 0.040(0.020—0.060)
20 40 30(10—50) 4800 0.030(0.020—0.040) 30(20—40) 4800 0.040(0.020—0.060)
2.5 2-30 30(10—50) 3800 0.038(0.025—0.050) (20—40) 3800 0.050(0.025—0.075)
25 40 30(10—50) 3800 0.038(0.025—0.050) (20—40) 3800 0.050(0.025—0.075)
29 2-30 30(10—50) 3300 0.044(0.029—0.058) 0(20—40) 3300 0.058(0.029—0.087)
2.9 40 30(10—50) 3300 0.044(0.029—0.058) 0(20—40) 3300 0.058(0.029—0.087)
Ll 55400" 100 ToBC, SoMaaos &7 Remarks:
___ M : > i 1) AT IS A OUR T R R AAT
INTILRE tﬂ. HIEE ve BRI HEE fr 1) These recommended cutting conditions are only
DC D (Min. — Max.) n(min") (Min. — Max.) applicable when internal oil supply is used.
(m/min) (mm/rev.) N _ .
1.0 2-30 60(30—90) 19100 0.020(0.010—0.030) ? ﬁﬁ;*fﬁfﬁh EWM*f*fﬁf%ﬁ’@%’fmo-%lﬂ:cs@*ﬁﬁﬂﬂio
1.0 40 60(30—90) 19100 | 0.020(0.010-0.030) 2 friiine withatarger 0r 0.3 10 500G a6 nesden.
1.5 2-30 60(30—90) 12700 0.030(0.015—0.045) " -~ R I .
15 40 60(30—90) 12700 0.030(0.015—0.045) g;ﬁiﬂaﬁ%ﬁ@tl%ﬁe{ﬁﬁf cggdlltf)nfa%cir%?r?g toﬂtsizgtdmons such
2.0 2-30 60(30—90) 9500 0.040(0.020—0.060) as the machine rigidity, workpiece fixture, and machining shape.
2.0 40 60(30—90) 9500 0.040(0.020-0.060) )iy puxmi uRHoIMTAEE.
2.5 2-30 60(30—90) 7600 0.050(0.025—0.075) 4) Itis recommended that this product reach the machining depth
25 40 60(30—90) 7600 0.050(0.025—0.075) of the LU dimension.
2.9 2-30 60(30—90) 6600 0.058(0.029-0.087) 5) sexsssy pozesernre, §LURERER0.0ImmELT S &8,
2.9 40 60(30—90) 6600 0.058(0.029-0.087) 5) Regarding the installation accuracy of the drill bit, please take the

cylindrical part of the shank within 0.01mm as the reference.
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. . Il 5Z
General Drilling Series / -
e k exXian

FRIEEE3DW  Twist Drill Bits 3DW

eE———— &

L4 max

L3 LS

f#3LER.Dc /\ZTolerance.m7
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
18.01<Dc<20.00  +0.029/+0.008

WEIEIM AL Cutting Materials O 3E%3E4 Very Suitable O &4 Suitable

e CEZ! VR B8 | Haderedbeel | NI fas | Ba® WO | AR | SEa®
C&;bgn Alloy Steel Te('lngggrcehc?gtgeiel Cast Iron <sohre | >52hre St;ggleelss T'tf\lrl‘(')li'lm Ameum Copper | Resin | Graphite | Super Alloy
O @ @ @) O O O O O O O
T8RS DIkES R 58S RS TS BARHHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
3DW.300.20.04.62 3.00 20 62 4 36 14
3DW.317.20.04.62 3.17 20 62 4 36 14
3DW.330.20.04.62 3.30 20 62 4 36 14
3DW.350.20.04.62 3.50 20 62 4 36 15
3DW.357.20.04.62 3.57 20 62 4 36 15
3DW.370.20.04.62 3.70 20 62 4 36 15
3DW.380.24.04.66 3.80 24 66 4 36 17
3DW.397.24.04.66 3.97 24 66 4 36 17
3DW.400.24.04.66 4.00 24 66 4 36 17
3DW.420.24.06.66 4.20 24 66 6 36 17
3DW.437.24.06.66 4.37 24 66 6 36 18
3DW.450.24.06.66 4.50 24 66 6 36 18
3DW.460.24.06.66 4.60 24 66 6 36 20
3DW.465.24.06.66 4.65 24 66 6 36 20
3DW.476.24.06.66 4.76 24 66 6 36 20
3DW.480.28.06.66 4.80 28 66 6 36 20
3DW.500.28.06.66 5.00 28 66 6 36 20
3DW.516.28.06.66 5.16 28 66 6 36 20
3DW.550.28.06.66 5.50 28 66 6 36 21
3DW.555.28.06.66 5.55 28 66 6 36 21
3DW.556.28.06.66 5.56 28 66 6 36 21
3DW.570.28.06.66 5.70 28 66 6 36 21
3DW.580.28.06.66 5.80 28 66 6 36 21
3DW.595.28.06.66 5.95 28 66 6 36 21
3DW.600.28.06.66 6.00 28 66 6 36 21
3DW.635.34.08.79 6.35 34 79 8 36 23
3DW.650.34.08.79 6.50 34 79 8 36 23
3DW.675.34.08.79 6.75 34 79 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
3DW.710.41.08.79 7.10 41 79 8 36 25
3DW.740.41.08.79 7.40 41 79 8 36 25
3DW.750.41.08.79 7.50 41 79 8 36 25
3DW.754.41.08.79 7.54 41 79 8 36 27
3DW.780.41.08.79 7.80 41 79 8 36 27
3DW.794.41.08.79 7.94 41 79 8 36 27
3DW.800.41.08.79 8.00 41 79 8 36 27
3DW.833.47.10.89 8.33 47 89 10 40 27
3DW.850.47.10.89 8.50 a7 89 10 40 27
3DW.873.47.10.89 8.73 47 89 10 40 29
3DW.880.47.10.89 8.80 47 89 10 40 29
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/ Fl 57 General Drillin i
- g Series
k exian B FI S B

FRIEEE3DW  Twist Drill Bits 3DW

L4 max

L3 LS

$3LER.Dc /\ZTolerance.m7
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
18.01<Dc<20.00  +0.029/+0.008

EHIMEL Cutting Materials ©4E%iE & Very Suitable Oi& & Suitable

- N REEEN ey
=R BEW R $% | Hardened Steel i HEs e W | miE | AB BRAS
Carbon Quenched & Stainless Titanium | Alumunum . .

Steel Alloy Steel Tempered Steel Cast Iron <5ohre | >52hre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy

O (@) (@) (@) O O D) C 0O e 0O
O (@) (©) O O @) O O O O O

T8RS DALz B BIS TS LTS BAFHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
3DW.900.47.10.89 9.00 47 89 10 40 29
3DW.913.47.10.89 9.13 47 89 10 40 29
3DW.925.47.10.89 9.25 47 89 10 40 29
3DW.930.47.10.89 9.30 47 89 10 40 29
3DW.950.47.10.89 9.50 47 89 10 40 29
3DW.952.47.10.89 9.52 47 89 10 40 31
3DW.980.47.10.89 9.80 47 89 10 40 31
3DW.992.47.10.89 9.92 47 89 10 40 31
3DW.1000.47.10.89 10.00 47 89 10 40 31
3DW.1020.55.12.102 10.20 55) 102 12 45 31
3DW.1032.55.12.102 10.32 55 102 12 45 31
3DW.1050.55.12.102 10.50 59) 102 12 45 31
3DW.1070.55.12.102 10.70 55 102 12 45 33
3DW.1100.55.12.102 11.00 55) 102 12 45 58
3DW.1111.55.12.102 11.11 55 102 12 45 33
3DW.1120.55.12.102 11.20 55) 102 12 45 88
3DW.1150.55.12.102 11.50 55 102 12 45 33
3DW.1170.55.12.102 11.70 59) 102 12 45 88
3DW.1191.55.12.102 11.91 55 102 12 45 36
3DW.1200.55.12.102 12.00 B59) 102 12 45 36
3DW.1250.60.14.107 12.50 60 107 14 45 36
3DW.1270.60.14.107 12.70 60 107 14 45 36
3DW.1300.60.14.107 13.00 60 107 14 45 36
3DW.1350.60.14.107 13.50 60 107 14 45 37
3DW.1370.60.14.107 13.70 60 107 14 45 37
3DW.1400.60.14.107 14.00 60 107 14 45 37
3DW.1429.65.16.115 14.29 65 115 16 48 38
3DW.1450.65.16.115 14.50 65 115 16 48 38
3DW.1470.65.16.115 14.70 65 115 16 48 38
3DW.1500.65.16.115 15.00 65 115 16 48 38
3DW.1550.65.16.115 15.50 65 115 16 48 39
3DW.1570.65.16.115 15.70 65 115 16 48 39
3DW.1600.65.16.115 16.00 65 115 16 48 39
3DW.1650.73.18.123 16.50 73 123 18 48 40
3DW.1700.73.18.123 17.00 73 123 18 48 40
3DW.1750.73.18.123 17.50 73 123 18 48 41
3DW.1800.73.18.123 18.00 73 123 18 48 41
3DW.1850.79.20.131 18.50 79 131 20 50 49
3DW.1900.79.20.131 19.00 79 131 20 50 49
3DW.1950.79.20.131 19.50 79 131 20 50 49
3DW.2000.79.20.131 20.00 79 131 20 50 49
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/s ®l 3%

General Drilling Series @ =
B HIZS) exian

FRIEEESDW . Twist Drill Bits 5DW

(eE—m——— &

L4 max

L3 LS

f#LER.Dc /\ZTolerance.m7
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
18.01<Dc<20.00  +0.029/+0.008

WEIEI AL Cutting Materials O 3E%3E4 Very Suitable O 354 Suitable

wER aem BEM | @ | nadedbed | ABW | #a® | ®Ae | @ | WE| GE | mEae
qutl'ebecin Alloy Steel Te('lngggrcehc?gt%el Cast Iron <52hre | >52hre St;ggleelss Titf\lrl‘(i)li'lm Ameum Copper | Resin | Graphite | Super Alloy
O O O @) O O O O O O O
iT5S nE e B B B AR
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
5DW.300.26.04.66 3.00 26 66 4 36 21
5DW.317.26.04.66 3.17 26 66 4 36 21
5DW.330.26.04.66 3.30 26 66 4 36 21
5DW.350.26.04.66 3.50 26 66 4 36 21
5DW.357.26.04.66 3.57 26 66 4 36 21
5DW.370.26.04.66 3.70 26 66 4 36 21
5DW.380.34.04.74 3.80 34 74 4 36 27
5DW.397.34.04.74 3.97 34 74 4 36 27
5DW.400.34.04.74 4.00 34 74 4 36 27
5DW.420.34.06.74 4.20 34 74 6 36 27
5DW.437.34.06.74 4.37 34 74 6 36 27
5DW.450.34.06.74 4.50 34 74 6 36 27
5DW.460.34.06.74 4.60 34 74 6 36 27
5DW.465.34.06.74 4.65 34 74 6 36 27
5DW.476.34.06.74 4.76 34 74 6 36 27
5DW.480.44.06.82 4.80 44 82 6 36 32
5DW.500.44.06.82 5.00 44 82 6 36 32
5DW.516.44.06.82 5.16 44 82 6 36 32
5DW.550.44.06.82 5.50 44 82 6 36 32
5DW.555.44.06.82 BI59) 44 82 6 36 32
5DW.556.44.06.82 5.56 44 82 6 36 32
5DW.570.44.06.82 5.70 44 82 6 36 32
5DW.580.44.06.82 5.80 44 82 6 36 32
5DW.595.44.06.82 5.95 44 82 6 36 32
5DW.600.44.06.82 6.00 44 82 6 36 32
5DW.635.53.08.91 6.35 53 91 8 36 85
5DW.650.53.08.91 6.50 53 91 8 36 35
5DW.675.53.08.91 6.75 53] 91 8 36 35
5DW.680.53.08.91 6.80 53 91 8 36 40
5DW.700.53.08.91 7.00 53 91 8 36 40
5DW.710.53.08.91 7.10 53 91 8 36 40
5DW.740.53.08.91 7.40 53 91 8 36 40
5DW.750.53.08.91 7.50 53 91 8 36 40
5DW.754.53.08.91 7.54 53] 91 8 36 42
5DW.780.53.08.91 7.80 53 91 8 36 42
5DW.794.53.08.91 7.94 53 91 8 36 42
5DW.800.53.08.91 8.00 53 91 8 36 42
5DW.833.61.10.103 8.33 61 103 10 40 42
5DW.850.61.10.103 8.50 61 103 10 40 42
5DW.873.61.10.103 8.73 61 103 10 40 45
5DW.880.61.10.103 8.80 61 103 10 40 45
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/ Fl 57 General Drillin i
- g Series
k exian T E]

FRIEEESDW  Twist Drill Bits 5DW

w o . He €5
L4 max
L3 LS
L
f3LER.Dc /\ZTolerance.m7
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
18.01<Dc<20.00  +0.029/+0.008
IR MR Cutting Materials O 3E&i&& Very Suitable O & & Suitable
B aem BER | @ | Hadowdbed | FHW | #A® | @Ae | @ | W | 5 | meae
Csatrebec;n Alloy Steel TeQr#SQrC:r‘je(Sitge‘el Cast Iron <52hre | >52hre Stsatigé?ss Titglrf(i)t;m Alumltg;um Copper | Resin | Graphite | Super Alloy
@ @) O @) O @) O O O O O
1IT58S UakES I IS8 1wz (73S BRAHHEIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
5DW.900.61.10.103 9.00 61 103 10 40 45
5DW.913.61.10.103 9.13 61 103 10 40 45
5DW.925.61.10.103 9.25 61 103 10 40 45
5DW.930.61.10.103 9.30 61 103 10 40 45
5DW.950.61.10.103 9.50 61 103 10 40 45
5DW.952.61.10.103 9.52 61 103 10 40 48
5DW.980.61.10.103 9.80 61 103 10 40 48
5DW.992.61.10.103 9.92 61 103 10 40 48
5DW.1000.61.10.103 10.00 61 103 10 40 48
5DW.1020.71.12.118 10.20 71 118 12 45 48
5DW.1032.71.12.118 10.32 71 118 12 45 48
5DW.1050.71.12.118 10.50 71 118 12 45 48
5DW.1070.71.12.118 10.70 71 118 12 45 56
5DW.1100.71.12.118 11.00 71 118 12 45 56
5DW.1111.71.12.118 11.11 71 118 12 45 56
5DW.1120.71.12.118 11.20 71 118 12 45 56
5DW.1150.71.12.118 11.50 71 118 12 45 56
5DW.1170.71.12.118 11.70 71 118 12 45 56
5DW.1191.71.12.118 11.91 71 118 12 45 56
5DW.1200.71.12.118 12.00 71 118 12 45 56
5DW.1250.77.14.124 12.50 77 124 14 45 56
5DW.1270.77.14.124 12.70 77 124 14 45 56
5DW.1300.77.14.124 13.00 77 124 14 45 56
5DW.1350.77.14.124 13.50 77 124 14 45 59
5DW.1370.77.14.124 13.70 77 124 14 45 59
5DW.1400.77.14.124 14.00 77 124 14 45 59
5DW.1429.83.16.133 14.29 83 133 16 48 60
5DW.1450.83.16.133 14.50 83 133 16 48 60
5DW.1470.83.16.133 14.70 83 133 16 48 60
5DW.1500.83.16.133 15.00 83 133 16 48 60
5DW.1550.83.16.133 15.50 83 133 16 48 62
5DW.1570.83.16.133 15.70 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 18.00 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.1950.101.20.153 19.50 101 153 20 50 71
5DW.2000.101.20.153 20.00 101 153 20 50 71
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General Drilling Series / Fl 5Z -
B k exian

FRAEEE7DW  Twist Drill Bits 7DW

140° | po : >\\f . P Ins %

L4 max

L3 LS
L

f#LEHR.Dc /A\ZTolerance.m7

3.00=Dc<6.00 +0.016/+0.004

6.01=Dc<10.00 +0.021/+0.006

10.01sDc<18.00  +0.025/+0.007

18.01<Dc<20.00  +0.029/+0.008

WAIHIAEL Cutting Materials O3E#584 Very Suitable O34 Suitable
B aem BEA | %% | wadeidhed | ABW | sa® | 8ae | B | WE | AR | mEae
Csal[rebé:in Alloy Steel Te('lngggrcehc?gtgeiel Cast Iron <sohre | >52hre Stsza\ggleelss Titf\lrl‘(i)li'lm Ameum Copper | Resin | Graphite | Super Alloy
O @ @ @) O O O O O O O
T8RS DIkES R 58S RS LTS BARHHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

7DW.300.32.06.70 3.00 32 70 6 36 30
7DW.310.32.06.70 3.10 32 70 6 36 30
7DW.317.32.06.70 3.17 32 70 6 36 30
7DW.320.32.06.70 3.20 32 70 6 36 30
7DW.325.32.06.70 3.25 32 70 6 36 30
7DW.330.32.06.70 3.30 32 70 6 36 30
7DW.340.37.06.75 3.40 37 75 6 36 35
7DW.350.37.06.75 3.50 37 75 6 36 85
7DW.357.37.06.75 3.57 37 75 6 36 35
7DW.360.37.06.75 3.60 37 75 6 36 85)
7DW.370.37.06.75 3.70 37 75 6 36 35
7DW.380.38.06.75 3.80 38 75 6 36 36
7DW.390.38.06.75 3.90 38 75 6 36 36
7DW.397.38.06.75 3.97 38 5 6 36 36
7DW.400.38.06.75 4.00 38 75 6 36 36
7DW.404.38.06.75 4.04 38 75 6 36 36
7DW.410.38.06.75 4.10 38 75 6 36 36
7DW.420.38.06.75 4.20 38 75 6 36 36
7DW.430.47.06.85 4.30 47 85 6 36 45
7DW.437.47.06.85 4.37 47 85 6 36 45
7DW.440.47.06.85 4.40 47 85 6 36 45
7DW.450.56.06.94 4.50 56 94 6 36 45
7DW.460.56.06.94 4.60 56 94 6 36 45
7DW.465.56.06.94 4.65 56 94 6 36 45
7DW.476.56.06.94 4.76 56 94 6 36 45
7DW.480.56.06.94 4.80 56 94 6 36 45
7DW.500.56.06.94 5.00 56 94 6 36 45
7DW.516.56.06.94 5.16 56 94 6 36 45
7DW.550.56.06.94 5.50 56 94 6 36 45
7DW.555.56.06.94 D159 56 94 6 36 45
7DW.556.56.06.94 5.56 56 94 6 36 45
7DW.570.56.06.94 5.70 56 94 6 36 45
7DW.580.56.06.94 5.80 56 94 6 36 45
7DW.595.56.06.94 5.95 56 94 6 36 45
7DW.600.56.06.94 6.00 56 94 6 36 45
7DW.635.67.08.110 6.35 67 110 8 36 57
7DW.650.67.08.110 6.50 67 110 8 36 57
7DW.675.67.08.110 6.75 67 110 8 36 57
7DW.680.67.08.110 6.80 67 110 8 36 57
7DW.700.67.08.110 7.00 67 110 8 36 57
7DW.710.72.08.110 7.10 72 110 8 36 57
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/s 5% “ o
¥ = eneral Drilling Series
k exXian e

FRTEES 7DW Twist Drill Bits 7DW

L4 max

L3 LS
L

#h3LE#&.Dc /NZ= Tolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008

#HEIEIEL Cutting Materials O 3E#1E4 Very Suitable O &4 Suitable
B A BEA | BB | tedondbee | RES | %AS | BA: | W | WE | 5E | Sm5as
C;trebeoln Alloy Steel T(-?rrl::sglsgdegt%el Cast Iron <52hre | >52hre St;ti&ljss TitAa|r|1(i)L\|/m Alumll,(l)r;um Copper | Resin | Graphite | Super Alloy

@) O @ @) O O O O O O O
V= UAkES B B TES [N RAHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

7DW.740.72.08.110 7.40 72 110 8 36 57
7DW.750.72.08.110 7.50 72 110 8 36 57
7DW.754.72.08.110 7.54 72 110 8 36 57
7DW.780.72.08.110 7.80 72 110 8 36 57
7DW.794.72.08.110 7.94 72 110 8 36 57
7DW.800.72.08.110 8.00 72 110 8 36 57
7DW.833.80.10.122 8.33 80 122 10 40 62
7DW.850.80.10.122 8.50 80 122 10 40 62
7DW.873.80.10.122 8.73 80 122 10 40 62
7DW.880.80.10.122 8.80 80 122 10 40 62
7DW.900.80.10.122 9.00 80 122 10 40 62
7DW.913.80.10.122 9.13 80 122 10 40 62
7DW.925.80.10.122 9.25 80 122 10 40 62
7DW.930.80.10.122 9.30 80 122 10 40 62
7DW.950.80.10.122 9.50 80 122 10 40 62
7DW.952.80.10.122 9.52 80 122 10 40 62
7DW.980.80.10.122 9.80 80 122 10 40 62
7DW.992.80.10.122 9.92 80 122 10 40 62
7DW.1000.80.10.122 10.00 80 122 10 40 62
7DW.1020.94.12.141 10.20 94 141 12 45 72
7DW.1032.94.12.141 10.32 94 141 12 45 72
7DW.1050.94.12.141 10.50 94 141 12 45 72
7DW.1070.94.12.141 10.70 94 141 12 45 72
7DW.1100.94.12.141 11.00 94 141 12 45 72
7DW.1111.94.12.141 11.11 94 141 12 45 72
7DW.1120.94.12.141 11.20 94 141 12 45 72
7DW.1150.94.12.141 11.50 94 141 12 45 72
7DW.1170.94.12.141 11.70 94 141 12 45 72
7DW.1191.94.12.141 11.91 94 141 12 45 72
7DW.1200.94.12.141 12.00 94 141 12 45 72
7DW.1250.108.14.155 12.50 108 155 14 45 83
7DW.1270.108.14.155 12.70 108 155 14 45 83
7DW.1300.108.14.155 13.00 108 155 14 45 83
7DW.1350.108.14.155 13.50 108 155 14 45 83
7DW.1370.108.14.155 13.70 108 155 14 45 83
7DW.1400.108.14.155 14.00 108 155 14 45 83
7DW.1429.121.16.171 14.29 121 171 16 48 92
7DW.1450.121.16.171 14.50 121 171 16 48 92
7DW.1470.121.16.171 14.70 121 171 16 48 92
7DW.1500.121.16.171 15.00 121 171 16 48 92
7DW.1550.121.16.171 15.50 121 171 16 48 92
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General Drilling Series

ERHEIRTY

FRTEEL 7DW Twist Drill Bits 7DW

l 5Z

Kb&5tian

o == e &5
L4 max
L3 Ls

$h3LE1R.Dc /ANZ= Tolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008

EIEIEL Cutting Materials O 3E# 354 Very Suitable Oi&4 Suitable

AR
B Ao WER | B% | Hadowdheel | RBM | HA® | ®AS | @ | WE | 52 | m8as
Csatrebec;n Alloy Steel Tgﬁl;gfgggtge‘el Cast Iron <5ohre | >52hre Stsatlg(le?ss T't/ing;m Aluml%r;um Copper | Resin | Graphite | Super Alloy
© @ @ @) O O O O O O O
VRS UALES K S EES < RAFHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

7DW.1570.121.16.171 15.70 121 171 16 48 92
7DW.1600.121.16.171 16.00 121 171 16 48 92
7DW.1650.135.18.185 16.50 135 185 18 48 103
7DW.1700.135.18.185 17.00 135 185 18 48 103
7DW.1750.135.18.185 17.50 135 185 18 48 103
7DW.1800.135.18.185 18.00 135 185 18 48 103
7DW.1850.148.20.200 18.50 148 200 20 50 112
7DW.1900.148.20.200 19.00 148 200 20 50 112
7DW.1950.148.20.200 19.50 148 200 20 50 112
7DW.2000.148.20.200 20.00 148 200 20 50 112
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/s 5% o
¥ = General Drilling Series
k exXian e

R2E53DN Internal Cooling Aiguille Drill Bits 3DN

L4 max

L3 LS

f#LEHR.Dc  /\ZTolerance.m7
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
18.01<Dc<20.00  +0.029/+0.008

WEIEI AL Cutting Materials O 3E%3E4 Very Suitable O 354 Suitable

wER aem BER | % | Hadoedhed | B | #a® | @Ae | @ |WE | &E | mEae
C;[I;b;in Alloy Steel TeQngS(re‘rcehc?CSit%el Cast Iron <52hre | >52hre Stgggleelss Titgn&'{m Aluzlmluor;um Copper | Resin | Graphite | Super Alloy
O @) O @ @ @ O O O O @
ITHS iz B B Wz (73N BAHHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
3DN.300.20.04.62 3.00 20 62 4 36 14
3DN.317.20.04.62 3.17 20 62 4 36 14
3DN.330.20.04.62 3.30 20 62 4 36 14
3DN.350.20.04.62 3.50 20 62 4 36 15
3DN.357.20.04.62 3.57 20 62 4 36 15
3DN.370.20.04.62 3.70 20 62 4 36 15
3DN.380.24.04.66 3.80 24 66 4 36 17
3DN.397.24.04.66 3.97 24 66 4 36 17
3DN.400.24.04.66 4.00 24 66 4 36 17
3DN.420.24.06.66 4.20 24 66 6 36 17
3DN.437.24.06.66 4.37 24 66 6 36 18
3DN.450.24.06.66 4.50 24 66 6 36 18
3DN.460.24.06.66 4.60 24 66 6 36 20
3DN.465.24.06.66 4.65 24 66 6 36 20
3DN.476.24.06.66 4.76 24 66 6 36 20
3DN.480.28.06.66 4.80 28 66 6 36 20
3DN.500.28.06.66 5.00 28 66 6 36 20
3DN.516.28.06.66 5.16 28 66 6 36 20
3DN.550.28.06.66 5.50 28 66 6 36 21
3DN.555.28.06.66 o155 28 66 6 36 21
3DN.556.28.06.66 5.56 28 66 6 36 21
3DN.570.28.06.66 5.70 28 66 6 36 21
3DN.580.28.06.66 5.80 28 66 6 36 21
3DN.595.28.06.66 5.95 28 66 6 36 21
3DN.600.28.06.66 6.00 28 66 6 36 21
3DN.635.34.08.79 6.35 34 79 8 36 23
3DN.650.34.08.79 6.50 34 79 8 36 23
3DN.675.34.08.79 6.75 34 79 8 36 25
3DN.680.34.08.79 6.80 34 79 8 36 25
3DN.700.34.08.79 7.00 34 79 8 36 25
3DN.710.41.08.79 7.10 41 79 8 36 25
3DN.740.41.08.79 7.40 41 79 8 36 25
3DN.750.41.08.79 7.50 41 79 8 36 25
3DN.754.41.08.79 7.54 41 79 8 36 27
3DN.780.41.08.79 7.80 41 79 8 36 27
3DN.794.41.08.79 7.94 41 79 8 36 27
3DN.800.41.08.79 8.00 41 79 8 36 27
3DN.833.47.10.89 8.33 47 89 10 40 27
3DN.850.47.10.89 8.50 47 89 10 40 27
3DN.873.47.10.89 8.73 47 89 10 40 29
3DN.880.47.10.89 8.80 47 89 10 40 29
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General Drilling Series / Fl 5% P
&S KRB k exian

K)2%53DN  Internal Cooling Aiguille Drill Bits 3DN

L4 max

L3 LS

f#3LEHR.Dc  /\ZTolerance.m7
3.00=Dc<6.00 +0.016/+0.004

6.01=Dc=10.00 +0.021/+0.006

10.01sDc<18.00  +0.025/+0.007

18.01<Dc<20.00  +0.029/+0.008

WEEIEL Cutting Materials O 3E%3E4 Very Suitable O &4 Suitable

B a8 WEM | #% | nadowdheel | ABW | $A® | BA® | W | WK | 5B | =8as
CSE{[rebec;n Alloy Steel nggfgde‘sitge‘el Cast Iron <sohre | >52hre Stsa!tigéelss Titglrl‘(i)li'/m Alumluor\\/um Copper | Resin | Graphite | Super Alloy
TS 7z i B w1E (73N EAHEIRE
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
3DN.913.47.10.89 9.13 47 89 10 40 29
3DN.925.47.10.89 9.25 47 89 10 40 29
3DN.930.47.10.89 9.30 47 89 10 40 29
3DN.950.47.10.89 9.50 47 89 10 40 29
3DN.952.47.10.89 9.52 47 89 10 40 31
3DN.980.47.10.89 9.80 47 89 10 40 31
3DN.992.47.10.89 9.92 47 89 10 40 31
3DN.1000.47.10.89 10.00 47 89 10 40 31
3DN.1020.55.12.102 10.20 55 102 12 45 31
3DN.1032.55.12.102 10.32 55 102 12 45 31
3DN.1050.55.12.102 10.50 55 102 12 45 31
3DN.1070.55.12.102 10.70 55 102 12 45 33
3DN.1100.55.12.102 11.00 55 102 12 45 88
3DN.1111.55.12.102 11.11 55 102 12 45 33
3DN.1120.55.12.102 11.20 B59) 102 12 45 88
3DN.1150.55.12.102 11.50 55 102 12 45 33
3DN.1170.55.12.102 11.70 59) 102 12 45 83
3DN.1191.55.12.102 11.91 55 102 12 45 36
3DN.1200.55.12.102 12.00 59) 102 12 45 36
3DN.1250.60.14.107 12.50 60 107 14 45 36
3DN.1270.60.14.107 12.70 60 107 14 45 36
3DN.1300.60.14.107 13.00 60 107 14 45 36
3DN.1350.60.14.107 13.50 60 107 14 45 37
3DN.1370.60.14.107 13.70 60 107 14 45 37
3DN.1400.60.14.107 14.00 60 107 14 45 37
3DN.1429.65.16.115 14.29 65 115 16 48 38
3DN.1450.65.16.115 14.50 65 115 16 48 38
3DN.1470.65.16.115 14.70 65 115 16 48 38
3DN.1500.65.16.115 15.00 65 115 16 48 38
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 73 123 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 73 123 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.1950.79.20.131 19.50 79 131 20 50 49
3DN.2000.79.20.131 20.00 79 131 20 50 49
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/s 5% “ o
¥ = eneral Drilling Series
k exXian e

A2 E55DN  Internal Cooling Aiguille Drill Bits 5DN

L4 max

L3 LS

#h3LkE#&E.Dc /NZ= Tolerance.m7
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
18.01<Dc<20.00  +0.029/+0.008

HEIEIEL Cutting Materials O 3E% &4 Very Suitable O3iE4 Suitable

" N RIEEN ey
BRI BER BER % | Hardened Steel AR HaEE | $Bas B | wEE | BB Y=Yk
Carbon Quenched & Stainless Titanium | Alumunum . 8

Steel Alloy Steel Tempered Steel Cast Iron <5ohre | >52hre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy

O (@ O @) O @) (@) D) O o) o)
© © (@) O O O O O @)

T8RS 7z B B e [N RASHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
5DN.300.26.04.66 3.00 26 66 4 36 21
5DN.317.26.04.66 3.17 26 66 4 36 21
5DN.330.26.04.66 3.30 26 66 4 36 21
5DN.350.26.04.66 3.50 26 66 4 36 21
5DN.357.26.04.66 3.57 26 66 4 36 21
5DN.370.26.04.66 3.70 26 66 4 36 21
5DN.380.34.04.74 3.80 34 74 4 36 27
5DN.397.34.04.74 3.97 34 74 4 36 27
5DN.400.34.04.74 4.00 34 74 4 36 27
5DN.420.34.06.74 4.20 34 74 6 36 27
5DN.437.34.06.74 4.37 34 74 6 36 27
5DN.450.34.06.74 4.50 34 74 6 36 27
5DN.460.34.06.74 4.60 34 74 6 36 27
5DN.465.34.06.74 4.65 34 74 6 36 27
5DN.476.34.06.74 4.76 34 74 6 36 27
5DN.480.44.06.82 4.80 44 82 6 36 32
5DN.500.44.06.82 5.00 44 82 6 36 32
5DN.516.44.06.82 5.16 44 82 6 36 32
5DN.550.44.06.82 5.50 44 82 6 36 32
5DN.555.44.06.82 5.5 44 82 6 36 32
5DN.556.44.06.82 5.56 44 82 6 36 32
5DN.570.44.06.82 5.70 44 82 6 36 32
5DN.580.44.06.82 5.80 44 82 6 36 32
5DN.595.44.06.82 5.95 44 82 6 36 32
5DN.600.44.06.82 6.00 44 82 6 36 32
5DN.635.53.08.91 6.35 53 91 8 36 B5)
5DN.650.53.08.91 6.50 53 91 8 36 35
5DN.675.53.08.91 6.75 53 91 8 36 B5)
5DN.680.53.08.91 6.80 53 91 8 36 40
5DN.700.53.08.91 7.00 53 91 8 36 40
5DN.710.53.08.91 7.10 53 91 8 36 40
5DN.740.53.08.91 7.40 58 91 8 36 40
5DN.750.53.08.91 7.50 53 91 8 36 40
5DN.754.53.08.91 7.54 5% 91 8 36 42
5DN.780.53.08.91 7.80 53 91 8 36 42
5DN.794.53.08.91 7.94 58 91 8 36 42
5DN.800.53.08.91 8.00 53 91 8 36 42
5DN.833.61.10.103 8.33 61 103 10 40 42
5DN.850.61.10.103 8.50 61 103 10 40 42
5DN.873.61.10.103 8.73 61 103 10 40 45
5DN.880.61.10.103 8.80 61 103 10 40 45
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General Drilling Series

EREIRTY

RIS E55DN  Internal Cooling Aiguille Drill Bits 5DN

l 5Z

Kb&5tian

L4 max
L3 LS

h3LER.Dc /NZ= Tolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008

IR MR Cutting Materials O 3E&i&& Very Suitable O & & Suitable
W asm BER | B% | tadoedee | RBW | HAS | BA: | @ | WE | B2 | SEes
Csat;bec;n Alloy Steel ngjggrc:degtge‘el Cast Iron <5ohre | >52hre Stsatig(lsss Titgn(i)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy

@ O O @) @) @) O O O O @)
V= iz R I8N 1wz [N mAEHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

5DN.900.61.10.103 9.00 61 103 10 40 45
5DN.913.61.10.103 9.13 61 103 10 40 45
5DN.925.61.10.103 9.25 61 103 10 40 45
5DN.930.61.10.103 9.30 61 103 10 40 45
5DN.950.61.10.103 9.50 61 103 10 40 45
5DN.952.61.10.103 9.52 61 103 10 40 48
5DN.980.61.10.103 9.80 61 103 10 40 48
5DN.992.61.10.103 9.92 61 103 10 40 48
5DN.1000.61.10.103 10.00 61 103 10 40 48
5DN.1020.71.12.118 10.20 71 118 12 45 48
5DN.1032.71.12.118 10.32 71 118 12 45 48
5DN.1050.71.12.118 10.50 71 118 12 45 48
5DN.1070.71.12.118 10.70 71 118 12 45 56
5DN.1100.71.12.118 11.00 71 118 12 45 56
5DN.1111.71.12.118 11.11 71 118 12 45 56
5DN.1120.71.12.118 11.20 71 118 12 45 56
5DN.1150.71.12.118 11.50 71 118 12 45 56
5DN.1170.71.12.118 11.70 71 118 12 45 56
5DN.1191.71.12.118 11.91 71 118 12 45 56
5DN.1200.71.12.118 12.00 71 118 12 45 56
5DN.1250.77.14.124 12.50 77 124 14 45 56
5DN.1270.77.14.124 12.70 77 124 14 45 56
5DN.1300.77.14.124 13.00 77 124 14 45 56
5DN.1350.77.14.124 13.50 77 124 14 45 59
5DN.1370.77.14.124 13.70 77 124 14 45 59
5DN.1400.77.14.124 14.00 77 124 14 45 59
5DN.1429.83.16.133 14.29 83 133 16 48 60
5DN.1450.83.16.133 14.50 83 713 16 48 60
5DN.1470.83.16.133 14.70 83 133 16 48 60
5DN.1500.83.16.133 15.00 83 133 16 48 60
5DN.1550.83.16.133 15.50 83 133 16 48 62
5DN.1570.83.16.133 15.70 83 133 16 48 62
5DN.1600.83.16.133 16.00 83 133 16 48 62
5DN.1650.93.18.143 16.50 93 143 18 48 64
5DN.1700.93.18.143 17.00 93 143 18 48 64
5DN.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 18.50 101 153 20 50 71
5DN.1900.101.20.153 19.00 101 153 20 50 71
5DN.1950.101.20.153 19.50 101 153 20 50 71
5DN.2000.101.20.153 20.00 101 153 20 50 71
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/s 5% “ o
¥ = eneral Drilling Series
k exXian e

AL ER7DN  Internal Cooling Aiguille Drill Bits 7DN

L4 max

L3 LS

h3LE#&E.Dc /NZ= Tolerance.m7
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
18.01<Dc<20.00  +0.029/+0.008

wHIEA L Cutting Materials O 3% & & Very Suitable O3&#& Suitable

" N RIEEN ey
e BER BER % | Hardened Steel AR HaE | $Bas || wE | BB Y- Yok
Carbon Quenched & Stainless Titanium | Alumunum . 8

Steel Alloy Steel Tempered Steel Cast Iron <sohre | >52hre Steel Alloy Alloy Copper | Resin | Graphite | Super Alloy

A ) ) o) o) o) ) ~ ) ) e)
O O O O O © O O O O ©

T8RS 7z B B e [N RASHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
7DN.300.32.06.70 3.00 32 70 6 36 30
7DN.310.32.06.70 3.10 32 70 6 36 30
7DN.317.32.06.70 3.17 32 70 6 36 30
7DN.320.32.06.70 3.20 32 70 6 36 30
7DN.325.32.06.70 3.25 32 70 6 36 30
7DN.330.32.06.70 3.30 32 70 6 36 30
7DN.340.37.06.75 3.40 37 75 6 36 35
7DN.350.37.06.75 3.50 37 75 6 36 85
7DN.357.37.06.75 3.57 37 75 6 36 35
7DN.360.37.06.75 3.60 37 75 6 36 85
7DN.370.37.06.75 3.70 37 75 6 36 35
7DN.380.38.06.75 3.80 38 75 6 36 36
7DN.390.38.06.75 3.90 38 75 6 36 36
7DN.397.38.06.75 3.97 38 75 6 36 36
7DN.400.38.06.75 4.00 38 75 6 36 36
7DN.404.38.06.75 4.04 38 75 6 36 36
7DN.410.38.06.75 4.10 38 75 6 36 36
7DN.420.38.06.75 4.20 38 75 6 36 36
7DN.430.47.06.85 4.30 47 85 6 36 45
7DN.437.47.06.85 4.37 47 85 6 36 45
7DN.440.47.06.85 4.40 47 85 6 36 45
7DN.450.56.06.94 4.50 56 94 6 36 45
7DN.460.56.06.94 4.60 56 94 6 36 45
7DN.465.56.06.94 4.65 56 94 6 36 45
7DN.476.56.06.94 4.76 56 94 6 36 45
7DN.480.56.06.94 4.80 56 94 6 36 45
7DN.500.56.06.94 5.00 56 94 6 36 45
7DN.516.56.06.94 5.16 56 94 6 36 45
7DN.550.56.06.94 5.50 56 94 6 36 45
7DN.555.56.06.94 .59 56 94 6 36 45
7DN.556.56.06.94 5.56 56 94 6 36 45
7DN.570.56.06.94 5.70 56 94 6 36 45
7DN.580.56.06.94 5.80 56 94 6 36 45
7DN.595.56.06.94 5.95 56 94 6 36 45
7DN.600.56.06.94 6.00 56 94 6 36 45
7DN.635.67.08.110 6.35 67 110 8 36 57
7DN.650.67.08.110 6.50 67 110 8 36 57
7DN.675.67.08.110 6.75 67 110 8 36 57
7DN.680.67.08.110 6.80 67 110 8 36 57
7DN.700.67.08.110 7.00 67 110 8 36 57
7DN.710.72.08.110 7.10 72 110 8 36 57
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General Drilling Series

EREI RS

RS ER7DN  Internal Cooling Aiguille Drill Bits 7DN

l 5Z

Kb&5tian

140°( pe >\\f/
L4 max
L3 LS

h3LER.Dc /NZ= Tolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008

IR MR Cutting Materials O 3E&i& & Very Suitable O & & Suitable
BE aem BER | %% | Hodoedbed | FEW | uae | @ae | @ WK | BE | mEee
Csat;bec;n Alloy Steel ngjggrc:degtge‘el Cast Iron <5ohre | >52hre Stggg(le?ss Titgn(i)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy

@ © O @) @) @) O O O O @)
V= iz R I8N 1wz [N mAEHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

7DN.740.72.08.110 7.40 72 110 8 36 57
7DN.750.72.08.110 7.50 72 110 8 36 57
7DN.754.72.08.110 7.54 72 110 8 36 57
7DN.780.72.08.110 7.80 72 110 8 36 57
7DN.794.72.08.110 7.94 72 110 8 36 57
7DN.800.72.08.110 8.00 72 110 8 36 57
7DN.833.80.10.122 8.33 80 122 10 40 62
7DN.850.80.10.122 8.50 80 122 10 40 62
7DN.873.80.10.122 8.73 80 122 10 40 62
7DN.880.80.10.122 8.80 80 122 10 40 62
7DN.900.80.10.122 9.00 80 122 10 40 62
7DN.913.80.10.122 9.13 80 122 10 40 62
7DN.925.80.10.122 9.25 80 122 10 40 62
7DN.930.80.10.122 9.30 80 122 10 40 62
7DN.950.80.10.122 9.50 80 122 10 40 62
7DN.952.80.10.122 9.52 80 122 10 40 62
7DN.980.80.10.122 9.80 80 122 10 40 62
7DN.992.80.10.122 9.92 80 122 10 40 62
7DN.1000.80.10.122 10.00 80 122 10 40 62
7DN.1020.94.12.141 10.20 94 141 12 45 72
7DN.1032.94.12.141 10.32 94 141 12 45 72
7DN.1050.94.12.141 10.50 94 141 12 45 72
7DN.1070.94.12.141 10.70 94 141 12 45 72
7DN.1100.94.12.141 11.00 94 141 12 45 72
7DN.1111.94.12.141 11.11 94 141 12 45 72
7DN.1120.94.12.141 11.20 94 141 12 45 72
7DN.1150.94.12.141 11.50 94 141 12 45 72
7DN.1170.94.12.141 11.70 94 141 12 45 72
7DN.1191.94.12.141 11.91 94 141 12 45 72
7DN.1200.94.12.141 12.00 94 141 12 45 72
7DN.1250.108.14.155 12.50 108 155 14 45 83
7DN.1270.108.14.155 12.70 108 155 14 45 83
7DN.1300.108.14.155 13.00 108 155 14 45 83
7DN.1350.108.14.155 13.50 108 155 14 45 83
7DN.1370.108.14.155 13.70 108 155 14 45 83
7DN.1400.108.14.155 14.00 108 155 14 45 83
7DN.1429.121.16.171 14.29 121 171 16 48 92
7DN.1450.121.16.171 14.50 121 171 16 48 92
7DN.1470.121.16.171 14.70 121 171 16 48 92
7DN.1500.121.16.171 15.00 121 171 16 48 92
7DN.1550.121.16.171 15.50 121 171 16 48 92
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/ A 57 - General Drilling Series
k exXian e

AL ER7DN  Internal Cooling Aiguille Drill Bits 7DN

140°| Dc . . >\\f %%
L4 max
L3 LS

#SLEZ.Dc  AZ Tolerance.m7 L

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

18.01sDc<20.00 _ +0.029/+0.008

WEEI AR Cutting Materials O 3E&iE& Very Suitable O & & Suitable
TRE= W AL VAR B Harﬁr%c?ﬂsteel REN Nk fBE & | g A% BIRES
csat'g’eoln Alloy Steel Tg#sgfg;gt%el Cast Iron <52hre | >52hre Stsatigtljss Tit'z{l‘(i;;m Alumllér;’um Copper | Resin | Graphite Super Alloy

@) (@) O O © O O O O O O
T8RS iz B 85 RS TR RAFHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

7DN.1570.121.16.171 15.70 121 171 16 48 92
7DN.1600.121.16.171 16.00 121 171 16 48 92
7DN.1650.135.18.185 16.50 135 185 18 48 103
7DN.1700.135.18.185 17.00 135 185 18 48 103
7DN.1750.135.18.185 17.50 135 185 18 48 103
7DN.1800.135.18.185 18.00 135 185 18 48 103
7DN.1850.148.20.200 18.50 148 200 20 50 112
7DN.1900.148.20.200 19.00 148 200 20 50 112
7DN.1950.148.20.200 19.50 148 200 20 50 112
7DN.2000.148.20.200 20.00 148 200 20 50 112
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. . e 3
General Drilling Series ¥ =
E P SA KRB k exian

A24%512DN  Internal Cooling Aiguille Drill Bits 12DN

$3LEZ.Dc  AZTolerance.h7

3.00=Dc<6.00 +0.000/-0.012 135°| Dc 4

6.01=Dc<10.00 +0.000/-0.015 L4 max

10.01<Dc<18.00 +0.000/-0.018 L3 LS
18.01<Dc<20.00  +0.000/-0.021 L

WHTHIAEL Cutting Materials ©3E%iE4 Very Suitable O3&4 Suitable
e At BER | B% | radondbeel | REW | %A® | @A A | wE| BB | mEas
CSat';ebeclm Alloy Steel ngre)grcel"(?gtge‘el Cast Iron <52hre | >52hre Stsatig(IEeISS Titﬁng;,m Alumltér;um Copper | Resin | Graphite | Super Alloy

@) O © @) @) @) O O O O @)
TS iz B 85 TEES A RAFHEIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

12DN.300.50.06.090 3.00 50 90 6 36 43
12DN.310.50.06.090 3.10 50 90 6 36 43
12DN.317.50.06.090 3.17 50 90 6 36 43
12DN.320.50.06.090 3.20 50 90 6 36 43
12DN.325.50.06.090 3.25 50 90 6 36 43
12DN.330.50.06.090 3.30 50 90 6 36 43
12DN.340.50.06.090 3.40 50 90 6 36 43
12DN.350.62.06.102 3.50 62 102 6 36 56
12DN.357.62.06.102 3.57 62 102 6 36 56
12DN.360.62.06.102 3.60 62 102 6 36 56
12DN.370.62.06.102 3.70 62 102 6 36 56
12DN.380.62.06.102 3.80 62 102 6 36 56
12DN.390.62.06.102 3.90 62 102 6 36 56
12DN.397.62.06.102 3.97 62 102 6 36 56
12DN.400.62.06.102 4.00 62 102 6 36 56
12DN.410.69.06.109 4.10 69 109 6 36 63
12DN.420.69.06.109 4.20 69 109 6 36 63
12DN.430.69.06.109 4.30 69 109 6 36 63
12DN.437.69.06.109 4.37 69 109 6 36 63
12DN.440.69.06.109 4.40 69 109 6 36 63
12DN.450.76.06.116 4.50 76 116 6 36 69
12DN.500.76.06.116 5.00 76 116 6 36 69
12DN.550.94.06.146 5.50 94 146 6 50 85
12DN.600.94.06.146 6.00 94 146 6 50 85
12DN.650.118.08.164 6.50 118 164 8 50 100
12DN.700.118.08.164 7.00 118 164 8 50 100
12DN.750.118.08.164 7.50 118 164 8 52 100
12DN.800.118.08.164 8.00 118 164 8 52 100
12DN.850.146.10.200 8.50 146 200 10 52 131
12DN.900.146.10.200 9.00 146 200 10 52 131
12DN.950.146.10.200 9.50 146 200 10 54 131
12DN.1000.146.10.200 10.00 146 200 10 54 131
12DN.1050.179.12.240 10.50 179 240 12 58 162
12DN.1100.179.12.240 11.00 179 240 12 58 162
12DN.1150.179.12.240 11.50 179 240 12 60 162
12DN.1200.179.12.240 12.00 179 240 12 60 162
12DN.1250.213.14.276 12.50 213 276 14 60 193
12DN.1300.213.14.276 13.00 213 276 14 60 193
12DN.1350.213.14.276 13.50 213 276 14 60 193
12DN.1400.213.14.276 14.00 213 276 14 62 193
12DN.1450.247.16.312 14.50 247 312 16 62 224
12DN.1500.247.16.312 15.00 247 312 16 62 224
12DN.1550.247.16.312 15.50 247 312 16 64 224
12DN.1600.247.16.312 16.00 247 312 16 64 224
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/ A 57 - General Drilling Series
k exXian e

M2 %515DN  Internal Cooling Aiguille Drill Bits 15DN

$#3LEZ D AZTolerance.h7
3.00<Dc<6.00 +0.000/-0.012 1357 DCI 1
6.01<Dc<10.00  +0.000/-0.015 L4 max

10.01<Dc<18.00  +0.000/-0.018 L3 LS
18.01<Dc<20.00  +0.000/-0.021 L

WIDHIMEL Cutting Materials O 3E#iE4 Very Suitable O3&& Suitable
[ EEW VAR B Haréfr%c?ﬂsteel REBN N EES & | g as BREEE
C;tré)ecin Alloy Steel Télr:w'lpe);?:decsit%el Cast Iron <sohre | >52hre Stsatigle?ss Titglrfiol'\'/m Alumll,tl’r;um Copper | Resin | Graphite | Super Alloy

T8RS iz EK 8-S 1wz A RASHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

15DN.300.55.06.095 3.00 55 95 6 36 49
15DN.310.66.06.106 3.10 66 106 6 36 59
15DN.317.66.06.106 3.17 66 106 6 36 59
15DN.320.66.06.106 3.20 66 106 6 36 59
15DN.325.66.06.106 3.25 66 106 6 36 59
15DN.330.66.06.106 3.30 66 106 6 36 59
15DN.340.66.06.106 3.40 66 106 6 36 59
15DN.350.76.06.116 3.50 76 116 6 36 68
15DN.357.76.06.116 3.57 76 116 6 36 68
15DN.360.76.06.116 3.60 76 116 6 36 68
15DN.370.76.06.116 3.70 76 116 6 36 68
15DN.380.76.06.116 3.80 76 116 6 36 68
15DN.390.76.06.116 3.90 76 116 6 36 68
15DN.397.76.06.116 3.97 76 116 6 36 68
15DN.400.76.06.116 4.00 76 116 6 36 68
15DN.410.93.06.133 4.10 93 133 6 36 84
15DN.420.93.06.133 4.20 93 133 6 36 84
15DN.430.93.06.133 4.30 93 133 6 36 84
15DN.437.93.06.133 4.37 93 133 6 36 84
15DN.440.93.06.133 4.40 93 133 6 36 84
15DN.450.93.06.133 4.50 93 133 6 36 84
15DN.500.93.06.133 5.00 93 133 6 50 101
15DN.550.110.06.162 5.50 110 162 6 50 101
15DN.600.110.06.162 6.00 110 162 6 50 101
15DN.650.130.08.183 6.50 130 183 8 50 119
15DN.700.130.08.183 7.00 130 183 8 50 119
15DN.750.150.08.204 7.50 150 204 8 52 138
15DN.800.150.08.204 8.00 150 204 8 52 138
15DN.850.170.10.225 8.50 170 225 10 52 156
15DN.900.170.10.225 9.00 170 225 10 52 156
15DN.950.190.10.246 9.50 190 246 10 54 175
15DN.1000.190.10.246 10.00 190 246 10 54 175
15DN.1050.210.12.271 10.50 210 271 12 58 193
15DN.1100.210.12.271 11.00 210 271 12 58 197
15DN.1150.230.12.292 11.50 230 292 12 60 212
15DN.1200.230.12.292 12.00 230 292 12 60 212
15DN.1250.250.14.313 12.50 250 313 14 60 230
15DN.1300.250.14.313 13.00 250 313 14 60 230
15DN.1350.270.14.335 13.50 270 335 14 60 249
15DN.1400.270.14.335 14.00 270 335 14 60 249
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l 5Z

Kb&5tian

General Drilling Series

ERhEIRTY

RIS E520DN Internal Cooling Aiguille Drill Bits 20DN

e eSS SSESSSS

fhSLEH12.Dc
3.00=Dc<6.00
6.01<Dc=<10.00

/\Z Tolerance.h7
+0.000/-0.012
+0.000/-0.015

135° DCI
/

L4 max

10.01<Dc<18.00  +0.000/-0.018 L3 LS
18.01<Dc<20.00  +0.000/-0.021 L
IR MR Cutting Materials O 3E&i&& Very Suitable O & & Suitable

BE aem BER | %% | Hodoedbed | FEE | uae | @ae | @ WK | 5E | mEee

Csat;bec;n Alloy Steel Tg;lggrc:decsitge‘el Cast Iron <52hre | >52hre Stgggé?ss Titgn(i)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy

@ O O @) @) @) O O O O @)
1T58S iz T B nTes (78S BRAHHEIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

20DN.300.070.06.110 3.00 70 110 6 36 64
20DN.310.083.06.123 3.10 83 123 6 36 76
20DN.317.083.06.123 3.17 83 123 6 36 76
20DN.320.083.06.123 3.20 83 123 6 36 76
20DN.325.083.06.123 3.25 83 123 6 36 76
20DN.330.083.06.123 3.30 83 123 6 36 76
20DN.340.083.06.123 3.40 83 123 6 36 76
20DN.350.096.06.136 3.50 96 136 6 36 88
20DN.357.096.06.136 3.57 96 136 6 36 88
20DN.360.096.06.136 3.60 96 136 6 36 88
20DN.370.096.06.136 3.70 96 136 6 36 88
20DN.380.096.06.136 3.80 96 136 6 36 88
20DN.390.096.06.136 3.90 96 136 6 36 88
20DN.397.096.06.136 3.97 96 136 6 36 88
20DN.400.096.06.136 4.00 96 136 6 36 88
20DN.410.118.06.158 4.10 118 158 6 36 109
20DN.420.118.06.158 4.20 118 158 6 36 109
20DN.430.118.06.158 4.30 118 158 6 36 109
20DN.437.118.06.158 4.37 118 158 6 36 109
20DN.440.118.06.158 4.40 118 158 6 36 109
20DN.450.118.06.158 4.50 118 158 6 36 109
20DN.500.118.06.158 5.00 118 158 6 36 109
20DN.550.140.06.192 5.50 140 192 6 50 131
20DN.600.140.06.192 6.00 140 192 6 50 131
20DN.650.163.08.216 6.50 163 216 8 50 152
20DN.700.163.08.216 7.00 163 216 8 50 152
20DN.750.188.08.242 7.50 188 242 8 52 176
20DN.800.188.08.242 8.00 188 242 8 52 176
20DN.850.213.10.268 8.50 213 268 10 52 199
20DN.900.213.10.268 9.00 213 268 10 52 199
20DN.950.238.10.294 9.50 238 294 10 54 223
20DN.1000.238.10.294 10.00 238 294 10 54 223
20DN.1050.263.12.324 10.50 263 324 12 58 246
20DN.1100.263.12.324 11.00 263 324 12 58 246
20DN.1150.288.12.350 11.50 288 350 12 60 270
20DN.1200.288.12.350 12.00 288 350 12 60 270
20DN.1250.318.14.367 12.50 318 367 14 45 290
20DN.1300.318.14.367 13.00 318 367 14 45 290
20DN.1350.318.14.367 13.50 318 367 14 45 290
20DN.1400.318.14.367 14.00 318 367 14 45 290
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l 5Z

Kb&5tian

AL ER25DN Internal Cooling Aiguille Drill Bits 25DN

General Drilling Series

ERHI RS

$h3LER.Dc  /A#Tolerance.h7

3.00=Dc<6.00

+0.000/-0.012

6.01<Dc=<10.00

+0.000/-0.015

135° DcI
/

L4 max

L3

LS

10.01<Dc<18.00  +0.000/-0.018

18.01<Dc<20.00  +0.000/-0.021 L

wWHIEA L Cutting Materials O 3% & & Very Suitable O3&#& Suitable
wER aem WEM | @ | hadodbed | KB | #A® | @Ae | @ | WE| G | mEae
Csatré)ecin Alloy Steel Télr:w'lpeagls:decsitge‘el Cast Iron <sohre | >52hre Stsatigle?ss Titgm)l;m Alumll,tl)r;um Copper | Resin | Graphite | Super Alloy

T8RS 7z E RN B e [N RASHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

25DN.0300.085.06.125 3.00 85 125 6 36 79
25DN.0310.101.06.141 3.10 101 141 6 36 94
25DN.0317.101.06.141 3.17 101 141 6 36 94
25DN.0320.101.06.141 3.20 101 141 6 36 94
25DN.0325.101.06.141 3.25 101 141 6 36 94
25DN.0330.101.06.141 3.30 101 141 6 36 94
25DN.0340.101.06.141 3.40 101 141 6 36 94
25DN.0350.116.06.156 3.50 116 156 6 36 108
25DN.0357.116.06.156 3.57 116 156 6 36 108
25DN.0360.116.06.156 3.60 116 156 6 36 108
25DN.0370.116.06.156 3.70 116 156 6 36 108
25DN.0380.116.06.156 3.80 116 156 6 36 108
25DN.0390.116.06.156 3.90 116 156 6 36 108
25DN.0397.116.06.156 3.97 116 156 6 36 108
25DN.0400.116.06.156 4.00 116 156 6 36 108
25DN.0410.143.06.183 4.10 143 183 6 36 133
25DN.0420.143.06.183 4.20 143 183 6 36 133
25DN.0430.143.06.183 4.30 143 183 6 36 133
25DN.0437.143.06.183 4.37 143 183 6 36 133
25DN.0440.143.06.183 4.40 143 183 6 36 133
25DN.0450.143.06.183 4.50 143 183 6 36 133
25DN.0460.143.06.183 4.60 143 183 6 36 133
25DN.0465.143.06.183 4.65 143 183 6 36 133
25DN.0470.143.06.183 4.70 143 183 6 36 133
25DN.0476.143.06.183 4.76 143 183 6 36 133
25DN.0480.143.06.183 4.80 143 183 6 36 133
25DN.0490.143.06.183 4.90 143 183 6 36 133
25DN.0500.143.06.183 5.00 143 183 6 36 133
25DN.0510.170.06.210 5.10 170 210 6 36 158
25DN.0516.170.06.210 5.16 170 210 6 36 158
25DN.0520.170.06.210 5.20 170 210 6 36 158
25DN.0530.170.06.210 5.30 170 210 6 36 158
25DN.0540.170.06.210 5.40 170 210 6 36 158
25DN.0550.170.06.210 5.50 170 210 6 36 158
25DN.0555.170.06.210 5.55 170 210 6 36 158
25DN.0556.170.06.210 5.56 170 210 6 36 158
25DN.0560.170.06.210 5.60 170 210 6 36 158
25DN.0570.170.06.210 5.70 170 210 6 36 158
25DN.0580.170.06.210 5.80 170 210 6 36 158
25DN.0590.170.06.210 5.90 170 210 6 36 158
25DN.0595.170.06.210 5.95 170 210 6 36 158
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l 5Z

Kb&5tian

General Drilling Series

ERhEIRTY

RIS ER25DN  Internal Cooling Aiguille Drill Bits 25DN

f3LER.Dc  /AZTolerance.h7
3.00Dc<6.00 _ +0.000/-0.012 135° DC}Z - %%
6.01=Dc<10.00 +0.000/-0.015 L4 max
10.01<Dc<18.00  +0.000/-0.018 L3 LS
18.01<Dc<20.00  +0.000/-0.021 L
WHIHIMEL cutt ng Materials OdE&iE& Very Suitable O3&# Suitable
B aem BER | @ | Hodowdbed | THW | A% | @Ae | @ | W | G | mEae
Csat;bec;n Alloy Steel Tg;lggrc:decsitge‘el Cast Iron <52hre | >52hre Stgggé?ss Titgn(i)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy
@ O O @) @) @) O O O O @)
1T58S iz T B nTes (78S BRAHHEIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
25DN.0600.170.06.210 6.00 170 210 6 36 158
25DN.0610.197.08.237 6.10 197 237 8 36 183
25DN.0620.197.08.237 6.20 197 237 8 36 183
25DN.0630.197.08.237 6.30 197 237 8 36 183
25DN.0635.197.08.237 6.35 197 237 8 36 183
25DN.0640.197.08.237 6.40 197 237 8 36 183
25DN.0650.197.08.237 6.50 197 237 8 36 183
25DN.0660.197.08.237 6.60 197 237 8 36 183
25DN.0670.197.08.237 6.70 197 237 8 36 183
25DN.0675.197.08.237 6.75 197 237 8 36 183
25DN.0680.197.08.237 6.80 197 237 8 36 183
25DN.0690.197.08.237 6.90 197 237 8 36 183
25DN.0700.197.08.237 7.00 197 237 8 36 183
25DN.0710.223.08.263 7.10 223 263 8 36 207
25DN.0714.223.08.263 714 223 263 8 36 207
25DN.0720.223.08.263 7.20 223 263 8 36 207
25DN.0730.223.08.263 7.30 223 263 8 36 207
25DN.0740.223.08.263 7.40 223 263 8 36 207
25DN.0750.223.08.263 7.50 223 263 8 36 207
25DN.0754.223.08.263 7.54 223 263 8 36 207
25DN.0760.223.08.263 7.60 223 263 8 36 207
25DN.0770.223.08.263 7.70 223 263 8 36 207
25DN.0780.223.08.263 7.80 223 263 8 36 207
25DN.0790.223.08.263 7.90 223 263 8 36 207
25DN.0794.223.08.263 7.94 223 263 8 36 207
25DN.0800.223.08.263 8.00 223 263 8 36 207
25DN.0810.250.10.294 8.10 250 294 10 40 232.2
25DN.0820.250.10.294 8.20 250 294 10 40 232.2
25DN.0830.250.10.294 8.30 250 294 10 40 232.2
25DN.0833.250.10.294 8.33 250 294 10 40 232.2
25DN.0840.250.10.294 8.40 250 294 10 40 232.2
25DN.0850.250.10.294 8.50 250 294 10 40 232.2
25DN.0860.250.10.294 8.60 250 294 10 40 232.2
25DN.0870.250.10.294 8.70 250 294 10 40 232.2
25DN.0873.250.10.294 8.73 250 294 10 40 232.2
25DN.0880.250.10.294 8.80 250 294 10 40 232.2
25DN.0890.250.10.294 8.90 250 294 10 40 232.2
25DN.0900.250.10.294 9.00 250 294 10 40 232
25DN.0910.277.10.321 9.10 277 321 10 40 257
25DN.0913.277.10.321 9.13 277 321 10 40 257
25DN.0920.277.10.321 9.20 277 321 10 40 257

217



l 5Z

Kb&5tian

AL ER25DN Internal Cooling Aiguille Drill Bits 25DN

General Drilling Series

ERHI RS

#SLEZ.Dc  AZTolerance.h7

3.00=Dc=6.00 +0.000/-0.012 135° DCI [

6.01=Dc<10.00 +0.000/-0.015 72 L4 max

10.01=Dc<18.00  +0.000/-0.018 Ls LS
18.01<Dc<20.00  +0.000/-0.021 L

wWHIEA L Cutting Materials O 3% & & Very Suitable O3&#& Suitable
[ EEW VAR B Haréfr%c?ﬂsteel REBN =R Fas & | g as BREEE
Csatré)ecin Alloy Steel Télr:w'lpeagls:decsitge‘el Cast Iron <sohre | >52hre Stsatigle?ss Titgm)l;m Alumll,tl)r;um Copper | Resin | Graphite | Super Alloy

T8RS 7z RN B 1wz [N RASHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

25DN.0925.277.10.321 9.25 277 321 10 40 257
25DN.0930.277.10.321 9.30 277 321 10 40 257
25DN.0934.277.10.321 9.34 277 321 10 40 257
25DN.0940.277.10.321 9.40 277 321 10 40 257
25DN.0950.277.10.321 9.50 277 321 10 40 257
25DN.0952.277.10.321 9.52 277 321 10 40 257
25DN.0960.277.10.321 9.60 277 321 10 40 257
25DN.0970.277.10.321 9.70 277 321 10 40 257
25DN.0980.277.10.321 9.80 277 321 10 40 257
25DN.0990.277.10.321 9.90 277 321 10 40 257
25DN.0992.277.10.321 9.92 277 321 10 40 257
25DN.1000.277.10.321 10.00 277 321 10 40 257
25DN.1010.310.12.359 10.10 310 359 12 45 288
25DN.1020.310.12.359 10.20 310 359 12 45 288
25DN.1030.310.12.359 10.30 310 359 12 45 288
25DN.1032.310.12.359 10.32 310 359 12 45 288
25DN.1040.310.12.359 10.40 310 359 12 45 288
25DN.1050.310.12.359 10.50 310 359 12 45 288
25DN.1060.310.12.359 10.60 310 359 12 45 288
25DN.1070.310.12.359 10.70 310 359 12 45 288
25DN.1080.310.12.359 10.80 310 359 12 45 288
25DN.1090.310.12.359 10.90 310 359 12 45 288
25DN.1100.310.12.359 11.00 310 359 12 45 288
25DN.1110.337.12.386 11.10 337 386 12 45 313
25DN.1111.337.12.386 11.11 337 386 12 45 313
25DN.1120.337.12.386 11.20 337 386 12 45 313
25DN.1130.337.12.386 11.30 337 386 12 45 313
25DN.1140.337.12.386 11.40 88 386 12 45 313
25DN.1150.337.12.386 11.50 337 386 12 45 313
25DN.1160.337.12.386 11.60 337 386 12 45 313
25DN.1170.337.12.386 11.70 337 386 12 45 313
25DN.1180.337.12.386 11.80 337 386 12 45 313
25DN.1190.337.12.386 11.90 337 386 12 45 313
25DN.1191.337.12.386 11.91 337 386 12 45 313
25DN.1200.337.12.386 12.00 337 386 12 45 313
25DN.1210.388.14.437 12.10 388 437 14 45 360
25DN.1220.388.14.437 12.20 388 437 14 45 360
25DN.1250.388.14.437 12.50 388 437 14 45 360
25DN.1260.388.14.437 12.60 388 437 14 45 360
25DN.1270.388.14.437 12.70 388 437 14 45 360
25DN.1280.388.14.437 12.80 388 437 14 45 360
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General Drilling Series

ERhEIRTY

RIS ER25DN  Internal Cooling Aiguille Drill Bits 25DN

g .

K

l 5Z

exian

$#SLEZDc  AZTolerance.h7 .
3.00sDc<6.00 __ +0.000/-0.012 135° Do | — Tos %‘%
6.01sDc<10.00  +0.000/-0.015 72 L4 max

10.01<Dc<18.00  +0.000/-0.018 L3 LS

18.01<Dc<20.00  +0.000/-0.021 L
WHIHIMEL cutt ng Materials OdE&iE& Very Suitable O3&& Suitable

wEn aem BER | @ | Hadowdbed | THW | #A® | @Ae | @ | W | G | mEae
C;t;bec;n Alloy Steel Tg:";gf:degt%a Cast Iron <5ohre | >52hre Sté)tlgéelss Tltgng;m Alumltg;um Copper | Resin | Graphite | Super Alloy
@ O O O O @) O O O O @
1T58S iz TR B RS LTS BAFHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

25DN.1290.388.14.437 12.90 388 437 14 45 360
25DN.1300.388.14.437 13.00 388 437 14 45 360
25DN.1310.388.14.437 13.10 388 437 14 45 360
25DN.1330.388.14.437 13.30 388 437 14 45 360
25DN.1340.388.14.437 13.40 388 437 14 45 360
25DN.1350.388.14.437 13.50 388 437 14 45 360
25DN.1370.388.14.437 13.70 388 437 14 45 360
25DN.1380.388.14.437 13.80 388 437 14 45 360
25DN.1400.388.14.437 14.00 388 437 14 45 360
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/s 5% o
¥ = General Drilling Series
k exXian e

BEE$53DZCW  Straight Fluted Drill Bits 3DZCW

135 Dct\ — - TTDS %

/ L4 max

=

L3 LS
L

Fh3LE#R.Dc /NZ= Tolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008
WA Cutting Materials O 3% & & Very Suitable O3&#& Suitable

HER CEL BEN B | Hadordhel | ABW | $A | BA® | @ | WE | 52 | =sas

Csatré)ec;n Alloy Steel Télnlw'lpeaglggdegtge(el Cast Iron <sohre | >52hre St;t'gljss T'tﬁm)l;m Alumllér;um Copper | Resin | Graphite | Super Alloy
@) @) O
iTHS nE i< B i i BAHMIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

3DZCW.400.24.04.66 4.00 24 66 4 36 17
3DZCW.420.24.06.66 4.20 24 66 6 36 17
3DZCW.450.24.06.66 4.50 24 66 6 36 18
3DZCW.500.28.06.66 5.00 28 66 6 36 20
3DZCW.550.28.06.66 5.50 28 66 6 36 21
3DZCW.600.28.06.66 6.00 28 66 6 36 21
3DZCW.610.28.06.66 6.10 28 66 6 36 21
3DZCW.620.34.08.79 6.20 34 79 8 36 23
3DZCW.635.34.08.79 6.35 34 79 8 36 23
3DZCW.650.34.08.79 6.50 34 79 8 36 23
3DZCW.680.34.08.79 6.80 34 79 8 36 25
3DZCW.700.34.08.79 7.00 34 79 8 36 25
3DZCW.750.41.08.79 7.50 41 79 8 36 25
3DZCW.780.41.08.79 7.80 41 79 8 36 27
3DZCW.800.41.08.79 8.00 41 79 8 36 27
3DZCW.850.47.10.89 8.50 47 89 10 40 27
3DZCW.900.47.10.89 9.00 47 89 10 40 29
3DZCW.950.47.10.89 9.50 47 89 10 40 29
3DZCW.1000.47.10.89 10.00 47 89 10 40 31
3DZCW.1050.55.12.102 10.50 55 102 12 45 31
3DZCW.1100.55.12.102 11.00 55 102 12 45 33
3DZCW.1150.55.12.102 11.50 55) 102 12 45 33
3DZCW.1200.55.12.102 12.00 55 102 12 45 36
3DZCW.1250.60.14.107 12.50 60 107 14 45 36
3DZCW.1270.60.14.107 12.70 60 107 14 45 36
3DZCW.1300.60.14.107 13.00 60 107 14 45 36
3DZCW.1350.60.14.107 13.50 60 107 14 45 37
3DZCW.1400.60.14.107 14.00 60 107 14 45 37
3DZCW.1450.65.16.115 14.50 65 115 16 48 38
3DZCW.1500.65.16.115 15.00 65 115 16 48 38
3DZCW.1550.65.16.115 15.50 65 115 16 48 39
3DZCW.1600.65.16.115 16.00 65 115 16 48 39
3DZCW.1650.73.18.123 16.50 73 123 18 48 40
3DZCW.1700.73.18.123 17.00 73 123 18 48 40
3DZCW.1750.73.18.123 17.50 73 123 18 48 41
3DZCW.1800.73.18.123 18.00 73 123 18 48 41
3DZCW.2000.79.20.131 20.00 79 131 20 50 49
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General Drilling Series

ERhEIRTY

BEEEE5DZCW Straight Fluted Drill Bits 5DZCW

l 5Z

Kb&5tian

135° Dct\\)— T tDs %
/ L4 max
L3 LS
L
$hsLE1R.De /ANZ= Tolerance.m7
3.00<Dc<6.00 +0.016/+0.004
6.01<Dc<10.00  +0.021/+0.006
10.01sDc<18.00  +0.025/+0.007
18.01<Dc<20.00  +0.029/+0.008
IR MR Cutting Materials O 3E&i& & Very Suitable O & & Suitable
W Ao BER | B% | tadondee | RHW | %AS | BA: | @ |WE | &R | S5es
Csat;bec;n Alloy Steel ngjggrc:degtge‘el Cast Iron <5ohre | >52hre Stétig(lsss Titgn(i)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy
UES niE b B 1 K BAHHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
5DZCW.400.34.04.74 4.00 34 74 4 36 27
5DZCW.420.34.06.74 4.20 34 74 6 36 27
5DZCW.450.34.06.74 4.50 34 74 6 36 27
5DZCW.500.44.06.82 5.00 44 82 6 36 32
5DZCW.550.44.06.82 5.50 44 82 6 36 32
5DZCW.600.44.06.82 6.00 44 82 6 36 32
5DZCW.610.44.06.82 6.10 44 82 6 36 32
5DZCW.620.53.08.91 6.20 &3 91 8 36 35
5DZCW.635.53.08.91 6.35 53 91 8 36 35
5DZCW.650.53.08.91 6.50 &3 91 8 36 35
5DZCW.680.53.08.91 6.80 53 91 8 36 40
5DZCW.700.53.08.91 7.00 &3 91 8 36 40
5DZCW.750.53.08.91 7.50 53 91 8 36 40
5DZCW.780.53.08.91 7.80 &3 91 8 36 42
5DZCW.800.53.08.91 8.00 53 91 8 36 42
5DZCW.850.61.10.103 8.50 61 103 10 40 42
5DZCW.900.61.10.103 9.00 61 103 10 40 45
5DZCW.950.61.10.103 9.50 61 103 10 40 45
5DZCW.1000.61.10.103 10.00 61 103 10 40 48
5DZCW.1050.71.12.118 10.50 71 118 12 45 48
5DZCW.1100.71.12.118 11.00 71 118 12 45 56
5DZCW.1150.71.12.118 11.50 71 118 12 45 56
5DZCW.1200.71.12.118 12.00 71 118 12 45 56
5DZCW.1250.77.14.124 12.50 77 124 14 45 56
5DZCW.1270.77.14.124 12.70 77 124 14 45 56
5DZCW.1300.77.14.124 13.00 77 124 14 45 56
5DZCW.1350.77.14.124 13.50 77 124 14 45 59
5DZCW.1400.77.14.124 14.00 77 124 14 45 59
5DZCW.1450.83.16.133 14.50 83 133 16 48 60
5DZCW.1500.83.16.133 15.00 83 133 16 48 60
5DZCW.1550.83.16.133 15.50 83 133 16 48 62
5DZCW.1600.83.16.133 16.00 83 133 16 48 62
5DZCW.1650.93.18.143 16.50 93 143 18 48 64
5DZCW.1700.93.18.143 17.00 93 143 18 48 64
5DZCW.1750.93.18.143 17.50 93 143 18 48 66
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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l 5Z

Kb&5tian

BEE§57DZCN  Straight Fluted Drill Bits 7DZCN

General Drilling Series

ERHI RS

]
135°( Dc : > . P

L4 max

L3 LS

#hkH12.Dc
3.00=Dc=6.00
6.01=Dc=10.00
10.01=Dc=18.00
18.01=Dc=<20.00

/\Z= Tolerance.m7
+0.016/+0.004
+0.021/+0.006
+0.025/+0.007
+0.029/+0.008

wHIEA L Cutting Materials O 3% & & Very Suitable O3&#& Suitable

BEN CEL RS B | Hadordhel | REW | $A® | BA® | @ |WE | 52 | =sas
Csatré)ec;n Alloy Steel Télnlw'lpeaglggdegtge(el Cast Iron <sohre | >52hre St;t'gljss T'tﬁm)l;m Alumllér;um Copper | Resin | Graphite | Super Alloy
@) @ @)
TRS nE Al 58-S RES LIS RAFEIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

7DZCN.450.56.06.94 4.50 56 94 6 36 45
7DZCN.500.56.06.94 5.00 56 94 6 36 45
7DZCN.550.56.06.94 5.50 56 94 6 36 45
7DZCN.600.56.06.94 6.00 56 94 6 36 45
7DZCN.610.56.06.94 6.10 56 94 6 36 45
7DZCN.620.67.08.110 6.20 67 110 8 36 57
7DZCN.635.67.08.110 6.35 67 110 8 36 57
7DZCN.650.67.08.110 6.50 67 110 8 36 57
7DZCN.680.67.08.110 6.80 67 110 8 36 57
7DZCN.700.67.08.110 7.00 67 110 8 36 57
7DZCN.750.72.08.110 7.50 72 110 8 36 57
7DZCN.780.72.08.110 7.80 72 110 8 36 57
7DZCN.800.72.08.110 8.00 72 110 8 36 57
7DZCN.850.80.10.122 8.50 80 122 10 40 62
7DZCN.900.80.10.122 9.00 80 122 10 40 62
7DZCN.950.80.10.122 9.50 80 122 10 40 62
7DZCN.1000.80.10.122 10.00 80 122 10 40 62
7DZCN.1050.94.12.141 10.50 94 141 12 45 72
7DZCN.1100.94.12.141 11.00 94 141 12 45 72
7DZCN.1150.94.12.141 11.50 94 141 12 45 72
7DZCN.1200.94.12.141 12.00 94 141 12 45 72
7DZCN.1250.108.14.155 12.50 108 155 14 45 83
7DZCN.1270.108.14.155 12.70 108 155 14 45 83
7DZCN.1300.108.14.155 13.00 108 155 14 45 83
7DZCN.1350.108.14.155 13.50 108 155 14 45 83
7DZCN.1400.108.14.155 14.00 108 155 14 45 83
7DZCN.1450.121.16.171 14.50 121 171 16 48 92
7DZCN.1500.121.16.171 15.00 121 171 16 48 92
7DZCN.1550.121.16.171 15.50 121 171 16 48 92
7DZCN.1600.121.16.171 16.00 121 171 16 48 92
7DZCN.1650.135.18.185 16.50 135 185 18 48 103
7DZCN.1700.135.18.185 17.00 135 185 18 48 103
7DZCN.1750.135.18.185 17.50 135 185 18 48 103
7DZCN.1800.135.18.185 18.00 135 185 18 48 103
7DZCN.2000.148.20.200 20.00 148 200 20 50 112
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General Drilling Series

EREIRTY

=7]$53DSRW 3 Flute Drill Bits 3DSRW

K

l 5Z

exioan

~>

#&&&' ‘ I
L4 max ‘
L3 LS

h3LER.Dc /NZ= Tolerance.m7

3.00=Dc<6.00 +0.016/+0.004

6.01<Dc<10.00  +0.021/+0.006

10.01sDc<18.00  +0.025/+0.007

18.01<Dc<20.00  +0.029/+0.008

IR MR Cutting Materials O 3E&i&& Very Suitable O & & Suitable

W asm BEA | B% | tadondee | RHW | %AS | BA: | @ | WE | &2 | S5es
Csat;bec;n Alloy Steel ngjggrc:decsitge‘el Cast Iron <52hre | >52hre Stétig(lsss Titgn(i)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy

© @) @) O O O O
UES niE b B 1 K BAHHIRE
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
3DSRW.420.24.06.66 4.20 24 66 6 36 17
3DSRW.450.24.06.66 4.50 24 66 6 36 18
3DSRW.500.28.06.66 5.00 28 66 6 36 20
3DSRW.550.28.06.66 5.50 28 66 6 36 21
3DSRW.600.28.06.66 6.00 28 66 6 36 21
3DSRW.610.28.06.66 6.10 28 66 6 36 21
3DSRW.620.34.08.79 6.20 34 79 8 36 23
3DSRW.635.34.08.79 6.35 34 79 8 36 23
3DSRW.650.34.08.79 6.50 34 79 8 36 23
3DSRW.680.34.08.79 6.80 34 79 8 36 25
3DSRW.700.34.08.79 7.00 34 79 8 36 25
3DSRW.750.41.08.79 7.50 41 79 8 36 25
3DSRW.780.41.08.79 7.80 41 79 8 36 27
3DSRW.800.41.08.79 8.00 41 79 8 36 27
3DSRW.850.47.10.89 8.50 47 89 10 40 27
3DSRW.900.47.10.89 9.00 47 89 10 40 29
3DSRW.950.47.10.89 9.50 47 89 10 40 29
3DSRW.1000.47.10.89 10.00 47 89 10 40 31
3DSRW.1050.55.12.102 10.50 55 102 12 45 31
3DSRW.1100.55.12.102 11.00 55 102 12 45 33
3DSRW.1150.55.12.102 11.50 55 102 12 45 33
3DSRW.1200.55.12.102 12.00 55 102 12 45 36
3DSRW.1250.60.14.107 12.50 60 107 14 45 36
3DSRW.1270.60.14.107 12.70 60 107 14 45 36
3DSRW.1300.60.14.107 13.00 60 107 14 45 36
3DSRW.1350.60.14.107 13.50 60 107 14 45 37
3DSRW.1400.60.14.107 14.00 60 107 14 45 37
3DSRW.1450.65.16.115 14.50 65 115 16 48 38
3DSRW.1500.65.16.115 15.00 65 115 16 48 38
3DSRW.1550.65.16.115 15.50 65 115 16 48 39
3DSRW.1600.65.16.115 16.00 65 115 16 48 39
3DSRW.1650.73.18.123 16.50 73 123 18 48 40
3DSRW.1700.73.18.123 17.00 73 123 18 48 40
3DSRW.1750.73.18.123 17.50 73 123 18 48 41
3DSRW.1800.73.18.123 18.00 73 123 18 48 41
3DSRW.2000.79.20.131 20.00 79 131 20 50 49
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K

l 5Z

exian

=7]§55DSRN 3 Flute Drill Bits 5DSRN

General Drilling Series

ERHI RS

- &
[

L4 max
L3 LS

f#LER.Dc  /ANZTolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008

IR ML Cutting Materials O 3E&i& & Very Suitable O & & Suitable

W asm BER | B% | Hadondbee | RHW | HAS | BA: | @ |WE | &2 | S5es
Csatrebec;n Alloy Steel Te?\hjsgrcgdegtge‘el Cast Iron <5ohre | >52hre Stsatigé?ss Titglrf(i)t;m Alumllér\\/um Copper | Resin | Graphite | Super Alloy

@ @) @ O O O
155 nE i B e < AR
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

5DSRN.400.34.04.74 4.00 34 74 4 36 27
5DSRN.420.34.06.74 4.20 34 74 6 36 27
5DSRN.450.34.06.74 4.50 34 74 6 36 27
5DSRN.500.44.06.82 5.00 44 82 6 36 32
5DSRN.550.44.06.82 5.50 44 82 6 36 32
5DSRN.600.44.06.82 6.00 44 82 6 36 32
5DSRN.610.44.06.82 6.10 44 82 6 36 32
5DSRN.620.53.08.91 6.20 &3 91 8 36 35
5DSRN.635.53.08.91 6.35 53 91 8 36 35
5DSRN.650.53.08.91 6.50 53 91 8 36 35
5DSRN.680.53.08.91 6.80 53 91 8 36 40
5DSRN.700.53.08.91 7.00 53 91 8 36 40
5DSRN.750.53.08.91 7.50 53 91 8 36 40
5DSRN.780.53.08.91 7.80 53 91 8 36 42
5DSRN.800.53.08.91 8.00 53 91 8 36 42
5DSRN.850.61.10.103 8.50 61 103 10 40 42
5DSRN.900.61.10.103 9.00 61 103 10 40 45
5DSRN.950.61.10.103 9.50 61 103 10 40 45
5DSRN.1000.61.10.103 10.00 61 103 10 40 48
5DSRN.1050.71.12.118 10.50 71 118 12 45 48
5DSRN.1100.71.12.118 11.00 71 118 12 45 56
5DSRN.1150.71.12.118 11.50 71 118 12 45 56
5DSRN.1200.71.12.118 12.00 71 118 12 45 56
5DSRN.1250.77.14.124 12.50 77 124 14 45 56
5DSRN.1270.77.14.124 12.70 77 124 14 45 56
5DSRN.1300.77.14.124 13.00 77 124 14 45 56
5DSRN.1350.77.14.124 13.50 77 124 14 45 59
5DSRN.1400.77.14.124 14.00 77 124 14 45 59
5DSRN.1450.83.16.133 14.50 83 133 16 48 60
5DSRN.1500.83.16.133 15.00 83 133 16 48 60
5DSRN.1550.83.16.133 15.50 83 133 16 48 62
5DSRN.1600.83.16.133 16.00 83 133 16 48 62
5DSRN.1650.93.18.143 16.50 93 143 18 48 64
5DSRN.1700.93.18.143 17.00 93 143 18 48 64
5DSRN.1750.93.18.143 17.50 93 143 18 48 66
5DSRN.1800.93.18.143 18.00 93 143 18 48 66
5DSRN.2000.101.20.153 20.00 101 153 20 50 71
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General Drilling Series

EREIRTY

=7J%7DSRN

h3LER.Dc /ANZ= Tolerance.m7

3 Flute Drill Bits 7DSRN

3.00=Dc=6.00 +0.016/+0.004

6.01=Dc=<10.00 +0.021/+0.006

10.01sDc<18.00  +0.025/+0.007

18.01<Dc<20.00  +0.029/+0.008

IR MR Cutting Materials O 3E&i&& Very Suitable O & & Suitable

K

l 5Z

exioan

W Ao BER | B% | tadondee | RHW | %AS | BAe: | @ | e | &2 | S5es
Csat;bec;n Alloy Steel Té%#;grc:degtge‘el Cast Iron <5ohre | >52hre Stsatig(lsss Titgn(i)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy
@ @) @) (@) O O
UES niE b B e K BAHHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
7DSRN.450.56.06.94 4.50 56 94 6 36 45
7DSRN.500.56.06.94 5.00 56 94 6 36 45
7DSRN.550.56.06.94 5.50 56 94 6 36 45
7DSRN.600.56.06.94 6.00 56 94 6 36 45
7DSRN.610.56.06.94 6.10 56 94 6 36 45
7DSRN.620.67.08.110 6.20 67 110 8 36 57
7DSRN.635.67.08.110 6.35 67 110 8 36 57
7DSRN.650.67.08.110 6.50 67 110 8 36 57
7DSRN.680.67.08.110 6.80 67 110 8 36 57
7DSRN.700.67.08.110 7.00 67 110 8 36 57
7DSRN.750.72.08.110 7.50 72 110 8 36 57
7DSRN.780.72.08.110 7.80 72 110 8 36 57
7DSRN.800.72.08.110 8.00 72 110 8 36 57
7DSRN.850.80.10.122 8.50 80 122 10 40 62
7DSRN.900.80.10.122 9.00 80 122 10 40 62
7DSRN.950.80.10.122 9.50 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 12.70 108 155 14 45 83
7DSRN.1300.108.14.155 13.00 108 155 14 45 83
7DSRN.1350.108.14.155 13.50 108 155 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 15.50 121 171 16 48 92
7DSRN.1600.121.16.171 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.1750.135.18.185 17.50 135 185 18 48 103
7DSRN.1800.135.18.185 18.00 135 185 18 48 103
7DSRN.2000.148.20.200 20.00 148 200 20 50 112
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/s 5% “ o
¥ = eneral Drilling Series
k exXian e

FEOEE90DXW . Pilot Drill Bits 90DXW

—— TS — I &

L3 LS

#3LER.Dc /A% Tolerance.m7
3.00=Dc=20.00 +0.01

WHIEIM AL Cutting Materials O 3E&i& & Very Suitable O & & Suitable

B B8 RS | B% | vadondbee | ABH | HKAS | BAe | W | WK | A8 | mEas
C;t;bec;n Alloy Steel nggfgde(sitge‘el Cast Iron <5ohre | >52hre Stsati2555 Titznti)t;m Alumll.g;um Copper | Resin | Graphite | Super Alloy
T8RS 7z [0S B 1wz [N
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm)

90DXW.300.06.04.44 3.00 6 44 4 36
90DXW.400.08.04.46 4.00 8 46 4 36
90DXW.500.10.06.48 5.00 10 48 6 36
90DXW.600.12.06.50 6.00 12 50 6 36
90DXW.800.16.08.54 8.00 16 54 8 36
90DXW.1000.20.10.62 10.00 20 62 10 40
90DXW.1200.24.12.71 12.00 24 71 12 45
90DXW.1400.28.14.75 14.00 28 75 14 45
90DXW.1600.32.16.82 16.00 32 82 16 48
90DXW.1800.36.18.86 18.00 36 86 18 48
90DXW.2000.40.20.92 20.00 40 92 20 50
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Y
General Drilling Series '/ il 5Z

&AL HIRS e):ian

E0ES120DXW . Pilot Drill Bits 120DXW

Y e RN

S —

L3 LS
- - -
p—y L -
$h3LEHZ.Dc A= Tolerance.m7
3.00=Dc=<20.00 +0.01
WHIHIMEL cuttd ng Materials O3E&iE& Very Suitable O3&# Suitable
R aem WERN | B | Hadordbee | TAW | #AS | BAS | W |WE | &% | S8as
C;t;bec;n Alloy Steel Tg:";gf:degti‘a Cast Iron <5ohre | >52hre Sté)tlgéelss Tltgng;m Alumltcl,r;um Copper | Resin | Graphite | Super Alloy
@) O @) @) O O O O
T8RS 7z I B 1wz (73N
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm)
120DXW.300.06.04.44 3.00 6 44 4 36
120DXW.400.08.04.46 4.00 8 46 4 36
120DXW.500.10.06.48 5.00 10 48 6 36
120DXW.600.12.06.50 6.00 12 50 6 36
120DXW.800.16.08.54 8.00 16 54 8 36
120DXW.1000.20.10.62 10.00 20 62 10 40
120DXW.1200.24.12.71 12.00 24 71 12 45
120DXW.1400.28.14.75 14.00 28 75 14 45
120DXW.1600.32.16.82 16.00 32 82 16 48
120DXW.1800.36.18.86 18.00 36 86 18 48
120DXW.2000.40.20.92 20.00 40 92 20 50
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/s 5% o
¥ = General Drilling Series
k exXian e

B J]ZCJ Straight Fluted Reamers ZCJ

&

|
1]

L3 ‘ LS

IR MR Cutting Materials O 3% i& & Very Suitable O & & Suitable
W asm BER | B% | tadondbee | RBW | HAS | BA: | @ |WE | &2 | S5es
Csatrebec;n Alloy Steel Te?\hjsgrcgdegtge‘el Cast Iron <5ohre | >52hre Stsatigé?ss Titglrf(i)t;m Alumltér\\/um Copper | Resin | Graphite | Super Alloy
© O @) (@) © O O O
V= k=S I B 1wz [N HE RASHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) z L4(mm)
ZCJ.300.12.04.75 3.00 12 75 4 36 4 10
ZCJ.350.12.04.75 3.50 12 75 4 36 4 12
ZCJ.400.12.04.75 4.00 12 75 4 36 4 12
ZCJ.450.12.06.75 4.50 12 75 6 36 6 15
ZCJ.500.12.06.75 5.00 12 75 6 36 6 15
ZCJ.550.12.06.75 5.50 12 75 6 36 6 18
ZCJ.600.12.06.75 6.00 12 75 6 36 6 18
ZCJ.650.16.08.100 6.50 16 100 8 36 6 21
ZCJ.700.16.08.100 7.00 16 100 8 36 6 21
ZCJ.750.16.08.100 7.50 16 100 8 36 6 24
ZCJ.800.16.08.100 8.00 16 100 8 36 6 24
ZCJ.850.20.10.100 8.50 20 100 10 40 6 27
ZCJ.900.20.10.100 9.00 20 100 10 40 6 27
ZCJ.950.20.10.100 9.50 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 51
ZCJ.1700.25.18.150 17.00 25 150 18 48 8 51
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.2000.25.20.150 20.00 25 150 20 50 8 60

228



General Drilling Series / Fl 5% P
& FSH KRB k exian

W2HEEEJILXJ  Spiral Reamers LXJ

Dc

== @

L3 ‘ LS

IR MR Cutting Materials O 3E&i&& Very Suitable O & & Suitable
B a8 WEM | #% | nadordheel | REW | HA® | @A | @ | ME | 52 | SEae
Csat;bec;n Alloy Steel ngjggrc:degtge‘el Cast Iron <5ohre | >52hre Stggg(le?ss Tltgn(l)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy
@) @ @) @) O O O O
TS i e B e K BAHHIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)
LXJ.300.12.04.75 3.00 12 75 4 36 10
LXJ.350.12.04.75 3.50 12 75 4 36 12
LXJ.400.12.04.75 4.00 12 75 4 36 12
LXJ.450.12.06.75 4.50 12 75 6 36 15
LXJ.500.12.06.75 5.00 12 75 6 36 15
LXJ.550.12.06.75 5.50 12 75 6 36 18
LXJ.600.12.06.75 6.00 12 75 6 36 18
LXJ.650.16.08.100 6.50 16 100 8 36 21
LXJ.700.16.08.100 7.00 16 100 8 36 21
LXJ.750.16.08.100 7.50 16 100 8 36 24
LXJ.800.16.08.100 8.00 16 100 8 36 24
1.XJ.850.20.10.100 8.50 20 100 10 40 27
1LXJ.900.20.10.100 9.00 20 100 10 40 27
1.XJ.950.20.10.100 9.50 20 100 10 40 30
LXJ.1000.20.10.100 10.00 20 100 10 40 30
LXJ.1050.20.12.120 10.50 20 120 12 45 33
LXJ.1100.20.12.120 11.00 20 120 12 45 33
LXJ.1150.20.12.120 11.50 20 120 12 45 36
LXJ.1200.20.12.120 12.00 20 120 12 45 36
LXJ.1250.25.14.130 12.50 25 130 14 45 40
LXJ.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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l 5Z

Kb&5tian

FEJEEE3DPDW Flat Bottom Drill Bits 3DPDW

General Drilling Series

ERHI RS

JISSSS Fb &
L4 max
L3 LS
L

h3LE#R.Dc /\Z= Tolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008

IR ML Cutting Materials O 3E&i&& Very Suitable O & & Suitable

BE a8 WEM | #% | nadomdhedl | AEW | tA® | BA® | @ | WE | 52 | ssas
Csatrebeclm Alloy Steel Te?\hjsgrcgdegtge‘el Cast Iron <5ohre | >52hre Stsatlg(lsss T'tglrl‘g;m Alumltér\\/um Copper | Resin | Graphite | Super Alloy

@ @) @) @) @ O O O
ITES 7z S B LEES < =AFHEIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

3DPDW.400.24.04.66 4.00 24 66 4 36 17
3DPDW.450.24.06.66 4.50 24 66 6 36 18
3DPDW.500.28.06.66 5.00 28 66 6 36 20
3DPDW.550.28.06.66 5.50 28 66 6 36 21
3DPDW.600.28.06.66 6.00 28 66 6 36 21
3DPDW.650.34.08.79 6.50 34 79 8 36 23
3DPDW.700.34.08.79 7.00 34 79 8 36 25
3DPDW.750.41.08.79 7.50 41 79 8 36 25
3DPDW.800.41.08.79 8.00 41 79 8 36 27
3DPDW.850.47.10.89 8.50 47 89 10 40 27
3DPDW.900.47.10.89 9.00 47 89 10 40 29
3DPDW.950.47.10.89 9.50 47 89 10 40 29
3DPDW.1000.47.10.89 10.00 47 89 10 40 31
3DPDW.1050.55.12.102 10.50 55 102 12 45 31
3DPDW.1100.55.12.102 11.00 55 102 12 45 33
3DPDW.1150.55.12.102 11.50 55 102 12 45 33
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 13.50 60 107 14 45 37
3DPDW.1400.60.14.107 14.00 60 107 14 45 37
3DPDW.1450.65.16.115 14.50 65 115 16 48 38
3DPDW.1500.65.16.115 15.00 65 115 16 48 38
3DPDW.1550.65.16.115 15.50 65 115 16 48 39
3DPDW.1600.65.16.115 16.00 65 115 16 48 39
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General Drilling Series / Fl 5% P
& FSH KRB k exian

FEJEEES5DPDN  Flat Bottom Drill Bits 5DPDN

N
e/
L

ESLE&.Dc  AZ Tolerance.m7

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

18.01<Dc<20.00  +0.029/+0.008

IR MR Cutting Materials O 3E&i&& Very Suitable O & & Suitable
B a8 WEM | #E% | nadorheel | AEW | HA® | @A | @ | ME | 52 | SEae
Csat;bec;n Alloy Steel Te?#;gf:degtge‘el Cast Iron <5ohre | >52hre Stggg(le?ss Tltgn(l)t;m Alumll.ér;um Copper | Resin | Graphite | Super Alloy

@) @ @ @) O O O O
T8RS 7z iR B EES I35 RAFHEIRE
Code No. Dc(mm) L3(mm) L(mm) Ds(mm) Ls(mm) L4(mm)

5DPDN.400.34.06.74 4.00 34 74 6 36 27
5DPDN.450.34.06.74 4.50 34 74 6 36 27
5DPDN.500.44.06.82 5.00 44 82 6 36 32
5DPDN.550.44.06.82 5.50 44 82 6 36 32
5DPDN.600.44.06.82 6.00 44 82 6 36 32
5DPDN.650.53.08.91 6.50 53 91 8 36 85
5DPDN.700.53.08.91 7.00 53 91 8 36 40
5DPDN.750.53.08.91 7.50 58] 91 8 36 40
5DPDN.800.53.08.91 8.00 53 91 8 36 42
5DPDN.850.61.10.103 8.50 61 103 10 40 42
5DPDN.900.61.10.103 9.00 61 103 10 40 45
5DPDN.950.61.10.103 9.50 61 103 10 40 45
5DPDN.1000.61.10.103 10.00 61 103 10 40 48
5DPDN.1050.71.12.118 10.50 71 118 12 45 48
5DPDN.1100.71.12.118 11.00 71 118 12 45 56
5DPDN.1150.71.12.118 11.50 71 118 12 45 56
5DPDN.1200.71.12.118 12.00 71 118 12 45 56
5DPDN.1250.77.14.124 12.50 77 124 14 45 56
5DPDN.1300.77.14.124 13.00 77 124 14 45 56
5DPDN.1350.77.14.124 13.50 77 124 14 45 59
5DPDN.1400.77.14.124 14.00 77 124 14 45 59
5DPDN.1450.83.16.133 14.50 83 133 16 48 60
5DPDN.1500.83.16.133 15.00 83 133 16 48 60
5DPDN.1550.83.16.133 15.50 83 133 16 48 62
5DPDN.1600.83.16.133 16.00 83 133 16 48 62
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11HIZ=%(3E Miling Parameters Recommendation

fERE L EFIHI S

Recommended Cutting Parameters for Solid Carbide Alloy Drill Bits

AR E #£5% Feeding Rate f.
AN IT#4 R Tensile Strength N/mm? - 5 2{mm/r) 11413 E Cutting Speed REIR
Working Materials EE _ _ ~ Vc(m/min) Coolant
Hardness HB ®4-08 O8-d20 ®20-925
<500N/mm? 0.08-0.15 0.15-0.3 0.3-0.35 80-130
544 FLALFI
Structural Emulsifier
Steel 500-700N/mm? 0.06-0.12 0.12-0.25 0.25-0.35 65-100
PIEIH
Cutting Fluid
700N/mm?2 0.06-0.12 0.12-0.25 0.25-0.30 60-90
<1400N/mm? 0.06-0.12 0.12-0.25 0.25-0.30 50-70 ALALH]
TEN Emulsifier
Tool Steel
) 7
>1400N/mm 0.05-0.1 0.1-0.18 0.17-0.25 45-60 Cutting Fluid
RE LA . 4TS
Stainless <850N/mm? 0.06-0.1 0.1-0.2 0.2-0.25 45-65 ?W,G,“J ) BEJ’E ,
Steel Emulsifier/ Cutting Fluid
<200HB 0.1-0.15 0.14-0.18 0.18-0.22 95-100
7527 FAHF
Cast Iron Dry Emulsifier
>200HB 0.08-0.12 0.12-0.15 0.16-0.2 80-100
BE® L 465
Aluminum 0.12-0.2 0.2-0.35 0.35-0.4 80-180 T
Alloy Emulsifier
Hes FLALEHI
oz e 0.12-0.2 0.2-0.35 0.35-0.4 70-140 E LR
PN 5 Wi
) {EK S 0.06-0.1 0.1-0.2 0.2-0.25 35-50 SLMJ_G,%U N JC)JIIQU,EH )
Titanium Alloy Emulsifier/ Cutting Fluid
BN .
) R/SE
The;gsot;i)clishc 0.06-0.012 0.012-0.32 0.32-0.48 80-150 Drying/gas
BB F/SE&
o =
PInggt;'dcs 0.06-0.24 0.24-0.36 0.36-0.48 80-120 Drying/gas
SRICAHIER F/Sk
Reianolch%oclsFibre 0.02-0.06 0.08-0.24 0.26-0.4 70-130 Drying/gas
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1]EIZ=%(3E Miling Parameters Recommendation

ERESERIIFEFHSH

Recommended Cutting Parameters for Solid Carbide Alloy Reamers

AR E #£53 Feeding Rate f.
ITA4 /R Tensile Strength N/mm? - . zmm/r) HJHI3EE Cutting Speed R A
Working Materials EE _ _ ~ Vc(m/min) Coolant
Hardness HB O3-P8 D8-O20 D20-025
<500N/mm? 0.15-0.25 0.20-0.35 0.30-0.50 25-35
4 )
Structural 2L
Steel 500-700N/mm? 0.1-0.12 0.17-0.30 0.25-0.40 25-35 Emulsifier
700N/mm?2 0.1-0.18 0.15-0.25 0.20-0.35 20-30
<1400N/mm? 0.1-0.2 0.15-0.25 0.2-0.35 25-35
TEN FLALHI
Tool Steel Emulsifier
>1400N/mm? 0.08-0.12 0.1-0.15 0.15-0.3 20-30
RGN AL
Stainless <850N/mm? 0.1-0.15 0.15-0.2 0.2-0.3 15-25 £ e
Steel mulsifier
<200HB 0.2-0.3 0.3-0.5 0.4-0.7 25-35 ‘?IM%.%”
Emulsifier
7527
Cast Iron w
FIE
>200HB 0.15-0.25 0.2-0.35 0.3-0.5 20-30 Dry Cutting
(= PAN
BES LA
Alulmmum 0.15-0.25 0.2-0.35 0.3-0.6 25-40 Emulsifier
oy
HEE FLUH
CoppeI:rlAlloy 0.12-0.18 0.15-0.25 0.25-0.4 20-35 Eﬁjtiiir
KE® PIHIH
Titanium Alloy 0.08-0.12 0.1-0.15 0.15-0.2 30-40 Cutting Fluid
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Kb&5tian

MQR/NFLIR{BAZEET] MQR Small Aperture Profiling Boring Tool

T
i

L
s
-

R
e
wHIEA L Cutting Materials O 3% & & Very Suitable O3&#& Suitable
AR aem WER | B% | Hadodheel | REW | $A% | BA® | W | WE | 52 | =sas
C;tréjec?n Alloy Steel Tgrﬁggfgggtge‘el Cast Iron <sohre | >52hre St;,c'gleelss T'tAaHéL\'/m Alumluor;um Copper | Resin | Graphite | Super Alloy
iTERS w/ININTAE BRI TR AR JI% e £
Code No. (mm) L1(mm) S(mm) Rf F(mm) D(mm) L(mm)
MQR020.010.10 2 10 0.5 RO.1 1.9 4 50
MQR030.010.10 & 10 0.7 RO.1 2.9 4 50
MQR030.020.10 3 10 0.7 R0.2 2.9 4 50
MQR040.010.15 4 15 0.8 RO.1 3.9 4 50
MQR040.020.15 4 15 0.8 R0.2 3.9 4 50
MQR050.010.22 5 22 1.2 RO.1 4.9 ) 50
MQRO050.020.22 5 22 1.2 R0.2 4.9 5 50
MQR060.010.22 6 22 14 RO.1 5.9 6 50
MQR060.020.22 6 22 14 R0.2 5.9 6 50
MQR080.020.30 8 30 1.6 R0.2 7.9 8 60
MQR080.040.30 8 30 1.6 R0.4 7.9 8 60
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Kb&stian

MKR/NFLIRE R4 T] MKR Small Aperture Radius Grooving Tool

L1 ‘
R L |
WHIEIMEL cutd ng Materials OdE&iE& Very Suitable O3&# Suitable
B aem BER | %% | Hodoedbed | FEE | uae | @ae | @ WK | BE | mEae
Csatrebec;n Alloy Steel Teer‘:nI;QrC:dechtge‘el Cast Iron <5ohre | >52hre Stsatig(leelss Tit/il';g;m Alumltg\\/um Copper | Resin | Graphite | Super Alloy
iTERS =/ININITFE BRI IR R Ak Tz £
Code No. (mm) L1(mm) S(mm) Rf F(mm) D(mm) L(mm)
MKR40.50.10 4 10 1.2 R0.5 3.9 4 50
MKR40.50.15 4 15 1.2 R0.5 3.9 4 50
MKR40.75.10 4 10 1.2 R0.75 3.9 4 50
MKR40.75.15 4 15 1.2 R0.75 3.9 4 50
MKR50.50.15 5 15 1.2 R0O.5 4.9 5 50
MKR50.50.22 ) 22 1.2 R0.5 4.9 5 50
MKR50.75.15 5 15 1.2 R0.75 4.9 5 50
MKR50.75.22 ) 22 1.2 R0.75 4.9 5 50
MKR50.10.15 5 15 1.2 R1 4.9 5 50
MKR50.10.22 5 22 1.2 R1 4.9 5 50
MKR60.50.15 6 15 1.8 R0.5 5.9 6 50
MKR60.50.22 6 22 1.8 R0.5 5.9 6 50
MKR60.75.15 6 15 1.8 R0.75 5.9 6 50
MKR60.75.22 6 22 1.8 R0.75 5.9 6 50
MKR60.10.15 6 15 1.8 R1 5.9 6 50
MKR60.10.22 6 22 1.8 R1 5.9 6 50
MKR80.50.22 8 22 2.5 R0.5 7.9 8 60
MKR80.75.22 8 22 25 R0.75 7.9 8 60
MKR80.10.22 8 22 2.5 R1 7.9 8 60
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Kb&5tian

MTR/N\FLREET] MTR Small Aperture Boring Tool

Gl D= | e |
ot \
e Y
| L |
#EIEIRL Cutting Materials O 3% 154 Very Suitable O3&4 Suitable

=N E&W E)5S] ek Haréﬁgggﬂsteel REEWN NCEa s @ | WiE | A% BREa®

C;trebe?n Alloy Steel Télnﬁlggf:degt%el Cast Iron <5ohre | >52hre St;tigtljss Titglr;ci;,:/m A|UR‘II|Lg;Um Copper | Resin | Graphite | Super Alloy
iTERS =/ININTAE BRI IES wE £

Code No. (mm) L1(mm) RE& D(mm) L(mm)

MTR015.06.010 1.5 6 RO0.1 4 50
MTRO020.07.005 2 7 R0.05 4 50
MTR020.10.005 2 10 R0.05 4 50
MTR020.07.010 2 7 R0.1 4 50
MTR020.10.010 2 10 RO.1 4 50
MTR025.10.010 2.5 10 RO.1 4 50
MTR030.10.005 3 10 R0.05 4 50
MTR030.10.010 S 10 RO.1 4 50
MTR030.10.020 3 10 R0.2 4 50
MTRO035.11.010 3.5 11 RO.1 4 50
MTR035.11.020 3.5 11 R0.2 4 50
MTR040.12.005 4 12 R0.05 4 50
MTR040.12.010 4 12 RO0.1 4 50
MTR040.12.020 4 12 R0.2 4 50
MTRO040.12.040 4 12 R0.4 4 50
MTR045.14.010 4.5 14 RO.1 ) 50
MTR045.14.020 4.5 14 R0.2 5 50
MTRO050.15.010 5 15 RO.1 ) 50
MTR050.15.020 5 15 R0.2 5 50
MTR060.18.010 6 18 R0.1 6 50
MTR060.18.020 6 18 R0.2 6 50
MTR060.18.040 6 18 R0.4 6 50
MTR080.24.010 8 24 RO0.1 8 60
MTR080.24.020 8 24 R0.2 8 60
MTR080.24.040 8 24 R0.4 8 60
MTR100.30.010 10 30 RO.1 10 75
MTR100.30.020 10 30 R0.2 10 75
MTR100.30.040 10 30 R0.4 10 75
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Kb&stian

MPR/NFLR{ETFZET] MPR Small Aperture Profiling Boring Tool

S
HEIEIRL Cutting Materials O 3E# 354 Very Suitable O3&4 Suitable
RS aem RS | B% | rademdsed | ABH | HAS | Ba: | W | WK | AR | mEss
Csat;be?n Alloy Steel Té)rﬁsgf:degtge‘el Cast Iron <5ohre | >52hre Stsatigtljss Titﬁnio":/m Alull:\r;ll,g;um Copper | Resin | Graphite | Super Alloy
TRS =2\ BRI TR IR Pk LGRS ESN
Code No. (mm) L1(mm) S(mm) Rf& F(mm) D(mm) L(mm)
MPRO020.010.10 2 10 0.5 RO.1 1.9 4 50
MPR030.010.10 & 10 0.7 RO.1 2.9 4 50
MPRO030.020.10 3 10 0.7 RO0.2 2.9 4 50
MPRO040.010.15 4 15 0.8 RO.1 3.9 4 50
MPR040.020.15 4 15 0.8 R0.2 3.9 4 50
MPRO050.010.22 D) 22 1.2 RO.1 4.9 5 50
MPR050.020.22 5 22 1.2 R0.2 4.9 5 50
MPRO060.010.22 6 22 14 RO.1 5.9 6 50
MPR060.020.22 6 22 14 R0.2 5.9 6 50
MPR080.010.30 8 30 1.6 RO.1 7.9 8 60
MPR080.020.30 8 30 1.6 RO0.2 7.9 8 60
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MGR/NFLIRAFLEET] MGR Small Aperture Internal Grooving Tool

WIDHIMEL Ccutting Materials O 3E%iE4 Very Suitable O3&& Suitable

WER AN BEA | BB | tedondbed | REW | %AS | ®A: | W | W | 5E | A5as

C;trebecin Alloy Steel Té)*#ggfgjgé‘el Cast Iron <sohre | >52hre St;tigleelss Titf\l?iol'\'/m Alumluor;um Copper | Resin | Graphite | Super Alloy
IS i BHE IR =\ N VIES PAES RE 2K
Code No. B(mm) L1(mm) S(mm) (mm) RA F(mm) D(mm) L(mm)

MGR03.05.10.10 0.5 1

MGRO03.07.10.10 0.7 10 1 3 R0.05 29 4 50

MGR03.10.10.10 1 1

MGRO03.15.10.10 1.5 1

MGR04.05.10.10 0.5 1

MGRO04.07.10.10 0.7 1

MGR04.10.10.15 1 10 1.5

MGRO04.15.10.15 1.5 1.5

MGRO04.20.10.15 2 1.5 4 R0O.05 3.9 4 50

MGRO04.05.15.10 0.5 1

MGRO04.07.15.10 0.7 1

MGRO04.10.15.15 1 15 1.5

MGR04.15.15.15 1.5 1.5

MGRO04.20.15.15 2 1.5

MGRO05.10.15.15 1 1.5

MGRO05.15.15.15 1.5 15 1.5

MGRO05.20.15.15 2 1.5 5 RO.1 4.9 5 50

MGRO05.10.22.15 1 1.5

MGRO05.15.22.15 1.5 22 1.5

MGRO05.20.22.15 2 1.5

MGRO06.10.15.20 1 2

MGRO06.15.15.20 1.5 15 2

MGR06.20.15.20 2 2 6 RO.1 5.9 6 50

MGRO06.10.22.20 1 2

MGRO06.15.22.20 1.5 22 2

MGRO06.20.22.20 2 2

MGRO08.10.15.20 1 2

MGRO08.15.15.25 1.5 25

MGR08.20.15.25 2 15 25

MGR08.25.15.30 25 3

MGR08.30.15.30 3 3 8 RO.1 79 8 60

MGR08.10.22.20 1 2

MGR08.15.22.25 1.5 2.5

MGR08.20.22.25 2 22 25

MGR08.25.22.30 25 3

MGR08.30.22.30 3 3

MGR10.10.15.25 1 25

MGR10.15.15.35 1.5 815

MGR10.20.15.40 2 15 4 10 RO.1 9.9 10 75

MGR10.25.15.40 25 4

MGR10.30.15.40 3 4
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MGR/NFLIRAFLAET] MGR Small Aperture Internal Grooving Tool

WAL Cutting Materials O 3% & & Very Suitable O3&#& Suitable

A 2em WER | B% | madodheel | ABW | $A% | BA® | W | WE | 52 | =sas
C;trebec?n Alloy Steel Télnﬂgggggt%el Cast Iron <5ohre | >52hre St;tlgtleelss T'tAaHéL\'/m Alumluor;um Copper | Resin | Graphite | Super Alloy
©) © © © © O O © © O @) © @)
T8RS TEE B TR =\ R IR Pk S 2K
Code No. B(mm) L1(mm) S(mm) (mm) RA F(mm) D(mm) L(mm)
MGR10.10.22.25 1 2.5
MGR10.15.22.35 1.5 Bi5)
MGR10.20.22.40 2 22 4 10 RO.1 9.9 10 75
MGR10.25.22.40 25 4
MGR10.30.22.40 3 4
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Kb&5tian

MIRAFLEELIZET] MIR Internal Hole Threading Turning Tool

WINHIMEL Cutting Materials O 3E#iE4 Very Suitable O3&& Suitable

WER aew WEA | BB | tedonded | REW | %AS | ®A: | W | W | 5E | smas
C;tréjec?n Alloy Steel Tg#ggfgjgé‘el Cast Iron <s5ohre | >52hre Stsz:lcigleelss TitAaHioL\'/m Alumluor;um Copper | Resin | Graphite | Super Alloy
TS T FEIf BRI IR Al TIREESE IES 1% Az £
Code No. A L1(mm) S(mm) (mm) Rf F(mm) D(mm) L(mm)
MIR015.05.60 M2 5 0.4 0.25-04 R0.03 14 4 50
MIR020.05.60 M2.5 ) 0.5 0.25-0.5 R0.03 1.9 4 50
MIR025.08.60 M3 8 0.6 0.25-0.6 R0.03 24 4 50
MIR030.10.60 M4 60° 10 1 0.4-0.8 R0.03 2.9 4 50
MIR040.10.60 M5 10 1.2 0.4-1.0 R0.05 3.9 4 50
MIR040.15.60 M5 15 1.2 0.4-1.0 R0.05 3.9 4 50
MIR050.15.60 M6 Metrie System 15 15 0.4-1.5 R0.05 4.9 5 50
MIR050.22.60 M6 US System 22 15 0.4-1.5 R0.05 4.9 5 50
MIR060.15.60 M8 15 1.8 0.4-1.75 RO.1 5.9 6 50
MIR060.22.60 M8 22 1.8 0.4-1.75 RO.1 59 6 50
MIR080.22.60 M10 22 2.2 0.8-2 RO.1 7.9 8 60
MIR100.30.60 M12 30 / / RO.1 9.9 10 75
MIR030.10.55 / 10 1 / R0.03 2.9 4 50
MIR040.10.55 / 10 1.2 / R0.05 3.9 4 50
MIR040.15.55 / 55° 15 1.2 / R0.05 3.9 4 50
MIR050.15.55 / 15 1.5 / R0.05 4.9 5 50
MIR050.22.55 / ) ._H— l 22 1.5 / R0.05 4.9 5 50
British System
MIR060.15.55 / 15 1.8 / RO.1 59 6 50
MIR060.22.55 / 22 1.8 / RO.1 59 6 50
MIR080.22.55 / 22 2.2 / RO.1 7.9 8 60
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Kb&5tian

MFR/N\RixEEJ] MFR Small Diameter End Face Grooving Cutter

S
| | I'_“ g 1 3
. o
—— L1 -—
L
WHIEIMEL cutd ng Materials OdE&iE& Very Suitable O3&& Suitable
BEN aem BER | B% | radoodheel | FEW | HAs | SAe | @ |WE | &R | SEese
Csatrebec;n Alloy Steel Teer‘:nI;QrC:dechtge‘el Cast Iron <5ohre | >52hre Stsatig(leelss Tit/il';g;m Alumltg\\/um Copper | Resin | Graphite | Super Alloy
VESS w/NINTAE BRI TR xR J1% e £
Code No. (mm) L1(mm) S(mm) RE F(mm) D(mm) L(mm)
MFR4.050.15.10 5 15 1 R0.05 0.5 4 50
MFR4.075.15.15 5 15 1.5 R0.05 0.75 4 50
MFR4.100.15.20 5 15 2 R0.05 1 4 50
MFR4.150.15.30 5 15 3 R0.05 1.5 4 50
MFR5.075.22.20 6 22 2 RO.1 0.75 5 50
MFR5.100.22.20 6 22 2 RO.1 1 5 50
MFR5.150.22.30 6 22 3 RO.1 1.5 5 50
MFR5.200.22.40 6 22 4 RO.1 2 ) 50
MFR6.050.22.10 8 22 1 R0.1 0.5 6 50
MFR6.075.22.20 8 22 2 RO.1 0.75 6 50
MFR6.100.22.20 8 22 2 RO.1 1 6 50
MFR6.150.22.30 8 22 3 RO.1 1.5 6 50
MFR6.200.22.40 8 22 4 RO.1 2 6 50
MFR6.250.22.50 8 22 5 RO.1 2.5 6 50
MFR6.300.22.50 8 22 5 RO.1 3 6 50
MFR8.100.22.20 10 22 2 RO.1 1 8 60
MFR8.150.22.35 10 22 3.5 R0.1 15 8 60
MFR8.200.22.40 10 22 4 RO.1 2 8 60
MFR8.250.22.50 10 22 5 RO.1 2.5 8 60
MFR8.300.22.60 10 22 6 RO.1 3 8 60
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BESFBUHET]  Single-tooth Thread Milling Cutter

L1

d lI: == e ID

T

HEIEIRL Cutting Materials O 3E#iE4 Very Suitable O3&4 Suitable

RS ae RS | B% | taderdsee | ABH | HAS | Bae | W | WK | AR | mEss
Csat;be?n Alloy Steel Té)rﬁggf:degtge‘el Cast Iron <s2hre | >52hre Stsatigtlet?ss Titﬁnio":/m Alull:\rl\ll,ér;um Copper | Resin | Graphite | Super Alloy
T8RS BS i akES BRI WESIR 7% UGRES 2K
Code No. Model P(mm) d1(mm) L1(mm) d2(mm) z D(mm) L(mm)
M008.0020.015.1 MO0.8 0.2 0.55 15 0.32 2 4 50
M009.0022.018.1 MO0.9 0.225 0.625 1.8 0.35 2 4 50
M010.0025.030.1 M1.0 0.25 0.72 3.0 0.43 2 4 50
M012.0025.036.1 M1.2 0.25 0.9 3.6 0.63 2 4 50
M014.0030.040.1 M1.4 0.3 1.05 4 0.70 3 4 50
M016.0035.045.1 M1.6 0.35 1.2 4.5 0.80 3 4 50
M020.0040.060.1 M2.0 0.4 1.55 6 0.90 3 4 50
M025.0045.065.1 M2.5 0.45 1.96 6.5 1.30 4 4 50
M030.0050.080.1 M3.0 0.5 2.35 8 1.60 4 4 50
M040.0070.100.1 M4.0 0.7 3.15 10 2.10 4 4 50
M050.0080.120.1 M5.0 0.8 3.9 12 2.80 4 4 50
M060.0100.150.1 M®6.0 1.0 4.8 15 3.40 4 6 50
M080.0125.200.1 M8.0 1.25 6 20 4.20 4 6 60
M010.0150.250.1 M10 1.5 7.7 25 5.60 4 8 60
M012.0175.300.1 M12 1.75 9.6 30 7.30 4 10 75
M014.0200.360.1 M14 2.0 10 36 7.30 4 10 75
M018.0250.380.1 M18 2.5 12 38 8.80 4 12 75
M024.0300.480.1 M24 3.0 14.0 48 10.20 6 14 100
M030.0350.500.1 M30 3.5 16 50 11.50 6 16 100
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=oF1BayskT]  Three-Teeth Thread Milling Cutter

L N
L1
p
Vﬂ
(——— T T
| I
WAHIAEL Cutting Materials O3E#384 Very Suitable O3& & Suitable
wER aem BEM | @ | nadodbed | ABW | #a® | ®Ae | @ | WE| GE | mEae
Csal[rebeclm Alloy Steel TeQn'#S(re‘rcgc?gt%el Cast Iron <52hre | >52hre St;ggleelss Tit/_a\ngi'/m AIuR?IL:)r;um Copper | Resin | Graphite | Super Alloy
T8RS s izl 7 BRI BES1Z Ak U= 2K
Code No. Model P(mm) d1(mm) L1(mm) d2(mm) z D(mm) L(mm)
M010.0025.020.3 M1.0 0.25 0.73 2 0.43 3 4 50
M012.0025.024.3 M1.2 0.25 0.92 2.4 0.62 3 4 50
M014.0030.028.3 M1.4 0.30 1.05 2.8 0.65 3 4 50
M016.0035.032.3 M1.6 0.35 1.2 3.2 0.78 3 4 50
M018.0035.036.3 M1.8 0.35 14 3.6 0.98 3 4 50
M020.0040.040.3 M2.0 0.40 1.55 4 1.05 3 4 50
M022.0045.050.3 M2.2 0.45 1.7 5 1.1 3 4 50
M025.0045.050.3 M2.5 0.45 2 D) 1.45 3 4 50
M030.0050.060.3 M3.0 0.50 2.4 6 1.8 3 4 50
M035.0060.080.3 M3.5 0.60 2.75 8 2 3 4 50
M040.0070.080.3 M4.0 0.70 3.15 8 2.3 3 4 50
M045.0075.090.3 M4.5 0.75 815 9 2.55 3 4 50
M050.0080.100.3 M5.0 0.80 4 10 3 3 4 50
M060.0075.120.3 M6.0 0.75 4.8 12 3.8 3 6 50
M060.0100.120.3 M6.0 1.00 4.8 12 3.6 3 6 50
M080.0100.160.3 M8.0 1.00 6 16 4.8 4 6 50
M080.0125.160.3 M8.0 1.25 6 16 4.5 4 6 50
M100.0100.200.3 M10 1.00 8 20 6.8 4 8 60
M100.0150.200.3 M10 1.50 8 20 6.2 4 8 60
M120.0100.240.3 M12 1.00 10 24 8.7 4 10 75
M120.0125.240.3 M12 1.25 10 24 8.5 4 10 75
M120.0150.240.3 M12 1.50 10 24 8.1 4 10 75
M120.0175.240.3 M12 1.75 10 24 7.8 4 10 75
M140.0150.280.3 M14 1.50 12 28 10.1 4 12 75
M140.0200.280.3 M14 2.00 10 28 75 4 10 75
M160.0200.320.3 M16 2.00 12 32 9.5 4 12 75
M160.0150.320.3 M16 1.50 14 32 121 4 14 100
M160.0200.320.3 M16 2.00 13.5 32 11 4 14 100
M180.0250.380.3 M18 2.50 14.8 38 11.4 4 16 100
M200.0150.400.3 M20 1.50 16 40 141 4 16 100
M200.0250.400.3 M20 2.50 16 40 12.6 4 16 100
M240.0300.480.3 M24 3.00 16 48 12 4 16 100
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LBy E%T] Full Thread Milling Cutter
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()
WHIE MR Cutting Materials O 3E%i&& Very Suitable O3&E& Suitable
BE aew BEE | %% | Hdoidhed | AEE | dae | Sae | @ |WE | 5E | mEee
Csatrebec;n Alloy Steel Te%‘;';gf:ggtge‘el Cast Iron <sohre | >52hre Stsatig(ljss Titzlr;g.;m Alumluér;um Copper | Resin | Graphite | Super Alloy
T8RS s B UALES VIR 7% e 2K
Code No. Model P(mm) d1(mm) L1(mm) z D(mm) L(mm)
M03.050.060 M3 0.5 24 6 4 4 50
M04.070.080 M4 0.7 8,18 8 4 4 50
MO05.050.100 M5 0.5 4 10 3 4 50
M05.075.100 M5 0.75 4 10 & 4 50
MO05.080.100 M5 0.8 4 10 4 4 50
M06.075.120 M6 0.75 4.8 12 3 6 50
MO06.100.120 M6 1 4.8 12 4 6 50
M08.050.160 M8 0.5 6 16 & 6 60
M08.075.160 M8 0.75 6 16 3 6 60
M08.100.160 M8 1 6 16 S 6 60
M08.125.160 M8 1.25 6 16 4 6 60
M10.100.200 M10 1 8 20 4 8 60
M10.125.200 M10 1.25 8 20 4 8 60
M10.150.200 M10 1.5 8 20 4 8 60
M12.050.240 M12 0.5 10 24 4 10 75
M12.075.240 M12 0.75 10 24 4 10 75
M12.100.240 M12 1 10 24 4 10 75
M12.125.240 M12 1.25 10 24 4 10 75
M12.150.240 M12 1.5 10 24 4 10 75
M12.175.240 M12 1.75 10 24 4 10 75
M14.100.280 M14 1 12 28 4 12 75
M14.150.280 M14 1.5 12 28 4 12 75
M14.200.280 M14 2 11.6 28 4 12 75
M16.150.320 M16 1.5 14 32 4 14 100
M16.200.320 M16 2 13 32 4 14 100
M18.250.380 M18 2.5 14.8 38 4 16 100
M20.150.380 M20 1.5 16 38 4 16 100
M24.300.420 M24 & 16 42 4 16 100
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ETEIETJT]  Upper and Lower Chamfering Cutter
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exian
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dl d2 :[D
8 A
HEIEIRL Cutting Materials O 3E#iE4 Very Suitable O3&4 Suitable
wED 2em WER | B% | nadordhel | AEW | tA | @A® | @ | ME | 52 | Smas
Csat;be?n Alloy Steel Tgﬁl;gfgggti‘el Cast Iron <5ohre | >52hre Stsatlgtljss Tltglr;cl,uym Alull:\r;ll,ér;um Copper | Resin | Graphite | Super Alloy
© @) O @) @) O © @) © O O @) O
TS nE E RS i nH L e
Code No. d1(mm) A(E) L1(mm) d2(mm) z D(mm) L(mm)
C0196.10.90 1.96 90 10 1 3 4 50
C0240.12.90 24 90 12 1.4 3 4 50
C0300.15.90 3 90 15 1.8 3 6 50
C0400.20.90 4 90 20 2.4 3 6 60
C0450.23.90 4.5 90 23 2.3 4 6 60
C0500.25.90 5] 90 25 2.8 4 6 75
C0600.30.90 6 90 30 3 4 6 75
C0800.40.90 8 90 40 4.8 4 8 75
C1000.50.90 10 90 50 6.4 4 10 100
C1200.60.90 12 90 60 7 4 10 100
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Eé{*j*ﬂ-%ﬁﬂ Composite Milling Cutters

BEZIFE AW, B AEN KA E. BREE. T4/ IRTHEFRLENT
KRB E A RHR AR AR 5 550

Kexian continuely provides non-standard solutions for all kinds of hard milling materials and new composite

materials, such as Steel. Cast Iron. Stainless Steel. Titanium Alloy. Superalloy. Carbon-fiber. Fiber-glass
and so on.
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Ké&5%ian
Non-Standard Series EIF*I']_L%?IJ

s L2RZ—ERARTPRKEA LR TIRNMRRESR,

For new material and new processing technology, Kexian has been adhering to keep a well tradition that
jointly develops new products along with customers.

OEM & ODM SERVICES
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Shanghai Kexian Precision Tools Co.,Ltd.

Boarit: hE - _EBHRITIXIREEER A K38255261EBESE ( i@ S HL )

Headquarter: 5th Floor, Tower B, Building 26, NO. 3825 Xinzhuan Highway, Dongjing Town, Songjiang
District, Shanghai, China.

F#lMobile: 13585573787  HifTel: 021-67852182  HEFEE-mail: toshang@kx-tools.com

BZBETIR (L) BRAA

Kexian Precision Tools (Zhejiang) Co.,Ltd.

SaaEtit: FE - I ERTRFAEXPREEERER158S

Branch: NO. 158 Duanshu Road, Zhongdai Sub-district , Pinghu E.D.Z. 314213, Zhejiang Province, China.
FEiE Tel: +86 573 85578680

F#1 Mobile: +86 15024371297 (E FR 22 5/International Trade) 13585573787(ER 2 5)

BB%E E-mail: nicole.gian @kx-tools.com

http://www.kx-tools.com




