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7-Leaders Corp. specializes in production and marketing of
tungsten carbide cutting tools such as End mills, Drills,
Reamers, and etc.

Established in 1990 by Mr, Jack Lee, the company manufactures high guality products and provides
best services along with thetrade mark " all pver the world, PLeaders manufactures
=olid carbide cutting tools for Mold& Die, Machine Tools, Automotive, Aerospace, 30, Watches,

Optical and Medical solutions.

We keep integrating marketing inall kind=s of cutting tools and providing the best quality products

toour customers. We aim to become a leading brand name in the cutting tools industry,
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PRODUCTION PROCESS 7=a4rne

24 Hours a Day. 365 Days
a Year Automated

Production Capabilities
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T-Leaders has Walter and Rollomatic CHC
grinding machines and manufactures end

HHEE mills, drills and reamers.

Y-Leaders cooperates with a Swiss tungsken : o
carbide rod manufacturer, producing high tﬁﬂﬁﬂ%%ﬁﬁ@w;&umﬁﬁﬂgﬁﬁﬁﬂﬁ
guality tungsten carbide rods in ETM brand. B ROLLOMATICER T S PR SRS F - & B35

B’ - #A - B SERGEHEIS -
TESR TR REEE TEEHAS - £&EETM
B CIRABE - B EHSEEREER H -



ONE-STOP SOLUTION SERVICES

& A £ 1l

T-Leaders manufactures cutking tools through
strict cutking test and ful Al customers'
refquirements on application.

ZERB

Cur Mano thin flm eoating center uses cathodic é%iigﬁgﬁmz?ﬁgﬁﬁmmmm gt
are evaporation splitking coating machines from : ik

"Bwizs-PVD"in Swikzerland.

T-Leaders iz the Arst company applying “splicking

arc” kechnology in Taiwan. We provide variable

coating service.
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NEW OFFER

MEmMSE

5 Flutes End Mills
For SUS, SUH

E234SX

Paga 1277129 AR

Geometry angles reach ideal balance
with flute design.

Five uneven flute distributiocns which are
effective in reducing vibration allow
desper cutting and high speed cutting

It can be widely applied to rough, high
speed and finish process on varied metal
working material, stainless steel

and heat-resistant steel,
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7 Flutes End Mills
For Titanium, Nickel

E236TX

Page 131 ﬁﬁ;'!';;":l ﬁ

Multi flutes design and U-shaped
grocve are capahle of performing
well on finish process.

Seven uneven flute distributions are
gble to decrease vibration.

It issuitable for Titanium and Mickel

wiork material.
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Multipurpose End Mills

E140HX
EI4IHX

Page 93/95/97 ZHETIHT]

Unewven flutes distribution and
variahle helixz design.

=suitable for rcughing and finishing
process.

A complete range of specifications
for flute length:
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POPULAR PRODUCT
AREm

End Mills for Aluminium

E143

Fage 141 ﬁ@?’] fE.Eﬁ%E;U

=suitable for roughing and finishing
process on aluminium,

Better cleanliness on the side and
bottom surface of working material,
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Guide Lines f BT 3%

Micro Grain

BT

Uitra Micro Grain
10118

Super Micro Grrain
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High heat resistance, high oxidation resistance, nanocom-
posite coating with lubrication propedy. Suitable for any
material and steels < ABHRELC.
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Yery high heatresistance and oxidation resistance.
Suitable for steels < s0HRC.

IEF AT - IEE R AT - ERRFEEE < a0HRC -

Multilaver, higher hardness, high oxidation resistance.
Suitable for steels < 52 HREC.

TEE - ERNEE - SRR - R - ERRREE < SIHRC

Multilaver, higher manohard ress, extremely high heat
resistance, very good thermal insulation. Suitable for high

performance machining condition and also for midhard-
ress alloy steels to TOHRC.
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The cutting tools that are coater with multilaver nano
rainbow film have some advartages asfollow: AITErM with
extremely high heat and oxidation resistance, as well as
good toughness and a smooth surface gualify. These
benefits substantially enhance the tool life.
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Costing features. High surface finish with strong wear
mesistance amioxidation Iow friction ant-adhesion
Application. Suitable for machining difficult material like
gluminum copper stainless steels titanium -
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The cutting tools that are coated with multilaver nanorain-
bow film have some advantages as follow: Abrasion
resistance, l[ow-coefficient of friction, Arti-adhesion. These
benefits substantially enhance the tool life.
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Extremely high hardress, good chemical stability Suitable
for machining graphite.
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Slant Relief
Eccentric Relief
T

Big Eccentric Relief
R/EE

Sharp
=58

Ball Nose
= fR=Fez !

Comer Edge 45°
15°EH

Comer Radius
A s

Stub Length ! 3355
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Standard Length ; i3S % 5
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Long Length ; S %5
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Extra Long Length ; }55 =5
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Number of Flute

Comer of Edges
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Coaling Type
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Index

Serles

Unhkersal Finlshing End mills

Code No. AppEarance Fraduct Name Fage
El22X Mniversal End Mills 4
El %%i Universal End Mills 5
E:gg.ﬁ Universal End Mills 7
El24% Finizhing End Mills g
S Finishing End Mills 11
£t Finishing End Mills 13
EISETX ; ;

EI50TH High Ferformance End Mille 15
Sl High Perfarmance End Millz 17
Sl Finishing End Mills 19
Bz22X Ball Nose End Mills 29
B232X

B2az2X Ball Nose End Mills 95
B24dsX

B2&2TH
B2&aTx Ball Nose End Mills 27
B2&aTx
B272Tx Ball Mose End Mills 29
B27aTH= Ball Mpse End Mills 29
B2&ITX Ball Nose End Mills a1
B2&l T Ball Nose End Mills KK
B25aTx Ball Mpse End Mills - 3 Flutes a5
BeoaTH Ball Nose End Mills - & Flutes 45
B2&OTH Ball Nose End Mills a7
B2oox End Millz With Corner Radius 41
B2&7x End Mills With Corner Radius 443
B2EEx End Mille With Corner Radius 45
B 258X End Mille With Corner Radius 47




Index

Serles Code No. Appearance Flute Fraduct Name Fage
B275TX —— % High Performance End Mills With Corner Radius | 49
B277TX RS High Performance End Mills With Corner Radios a1
B259TH W %ﬁ Finizhing End Millz With Corner Radios b
B2E9TX W %ﬁ Finizhing End Millz With Corner Radius a3
B27ITH E %F% High Ferformance End Mills With Corner Radius a5

y
FETETH E %% High Feed End Mills 57
EIDSX E @E Taper End Mills s
EIDGH “ E%z End Millz For Chamfering &0° B1
EIDY X F @2 End Millz For Chamfering 90" B1
EIDEX d _ é%%z End Mills For Chamfering &0° 63
Bl E %% End Millz For Chamfering 2 0° B3
EEllé%HH:':-:: ﬁ — %% End Millz For Back and Front Chamfering / 90" 65
FaQ2TX @2 End Millz For Hib Procezsing B9
F&P4TX M %}% End Mills For Rib Processing 1
80 0T m ngz 'HI'cElIrEilri:ulgnd Mills For Rib Processing With Cormer 23
F&0 0T ‘m @2 'Hl'cértilri:ugnd Mille For Rib Processing With Corner -5
sy M%&% 'Hl'cértilri:uEEnd Millz For Rib Processing With Corner 252
F&PETX w g»%z Ball Mose End Mills For Rib Processing 79
F&OITY w @2 End Mills For Rib Processing A1
Ell3X * %3 Short End Mills For Lathe BS
Elld4x F%& Short End Mille For Lathe A5
EllSHX — %3 Shoark End Mills For Lathe BT
Ell &5 T%%z Short End Mills For Lathe HY

All



Index

Serles Code No. AppEarancE Flute Fraduct Name Fage
El 30HX ST @% Multipurpose End Mills 91
3
El40HX % Multipurpose End Mil s 93
I
El&l -1 .SHX .
Bl -2.0HX %% Multipurpoze End Mil s 95
El41-3.0HX 4
El4l-4.0HX " . .
EeE %& Multipurpose End Mills 97
144X F% Multipurpose End Mills ag
4
El46% m%% Multipurpose End Mills a3
4
? Elé-4,0% : ———re g
@ El44-5.0% %&; Multipurpose End Mills 101
= El44-6.0% 4
&
s T
| AEE— -
; Multipurpose End Mil s 103
ﬁm FEITHX 7 AUrH
E. T.l
_ Multipurpoze End Mills - Slim Shank - Short
2 =HoH P% Type 15
E T
k- EI49HX W— é%’% Multipurpose End Mills - Slim Shank - Long Type | 107
4
BeTOTH m—- %% Multipurpoze End Mills With Cormer Radius 109
&4
Beqd-2.5Hx % Multipurpoze End Mills With Cormer Radius 111
4
B274HY m éﬂ% Multipurpose End Mills With Cormer Radius 113
4
F&a&T™ F%ﬁ%& Multipurpose End Mills 115
_ 4
A S F {ﬁ% Roughing End Mills 117
FEARTY ' A . .
ElZ225X % End Millz for Stainlgss 123
E2338X B P— %E_%' End Mills for Stainless 126
s g 4
E2348X S %% End Mills for Stainless 127
=
E2ao-2.55% % End Mills With Corner Radius for Stainless 129
5
E235-505% a% End Millz With Corner Radiug for Stainless 129
5
EZd3sTH W % End Millz With Corner Radiug for Tikaniom 131
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Index

Serles Code No. AppEarance Fraduct Name

El3Z

El24 End Millz For Aluminium 145

El42 End Mills For Aluminium 137

El s DX End Mills For Aluminium 139

El43 End Mills For Aluminiom 141

El43-3.0
El43-4.0
El43-%.0

End Millz For Aluminium 143

El4% End Millz For Aluminium 145

El94 ermost Finishing End Mills For Aluminiom 147

EI9=R End Mille For Aluminium 149

El25E End Millz For Aluminium 149

EEll?;'? Houters For Composite Materials 154
EI97 Fouters For Composite Materials 155
*% EIRE Routers For Composite Materials 155
:"E
f'f% Elgg Routers For Composite Materials 155
%
E': E295 Routers For Composite Materials 157
8
5;:?:1.-3 EZ2Q Houters For Composite Materials 157
b
5
= EZ29I Routers For Composite Materials 1549
E294 Fouters For Composite Materials 1549
EIS?R . .
EIGOL End Mille For Plastices 161
GaPsloc Ball Mose End Mills For Grap hite 164
G23400 . ;
Coasnr Ball Mpse End Mills For Grap hite 167
Ga?T00C End Millz For Graphite 1649
G2Ra0C End Millz For Graphite 171
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Serles Code No. Appearance Fraduct Name
DO2IX
D922X d—.@ NG Spot Drills 175
Do32X 2
D923X ; .
D9Z4X F_'%I HE ARkl i
D2 OHX E @ Micro Precizion Drills 179
¥
D2 TH : - ﬁ High Ferformance Drills 1843
i
D42 2TH e @ High Performance Drills 185
: i
D 3 TH-3 @ Oil-Feed High Performance Drills 187
b
D423 TX-5 a @ Dil-Feed High Performance Drills 189
Fy
D2 3TH-3 : @ Oil-Feed High Performanee Drills 191
z
el e e s s ey @ 0il-Feed High Performan ce Drille 193
D423TH-20 -
D423TX-25 e e S e @ 0il-Feed High Performance Drills 195
D42AT-30 i
EI72 m E@ Universal End Mills 1949
2
EIG2
EI35 m @ Universal End Mills 201
EIS7 2
El74 F ﬁg@ Finishing End Mills 203
A
EIG4 e
EIS& w %% Finishing End Mills 905
EISS -
B212 W g% Ball Nose End Mills 207
[ 2
B250 : : .
o EE é_%z Ball Nose End Mills 209
B2l4 F % Ball Nose End Mills 211
' 4
el Qé% Ball Nose End Mills 213
El33 F@ End Millz For Aluminum 215
—~3
El3é m‘: % End Mills For Aluminum 217
Ela7 g 3
El9Z g'F E% Roughing End Millz For Aluminiom 219
2
El?3 F % Finizhing End Millz For Aluminiom 219
F 3
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Index

Serles Code No. Appearance Fraduct Name

EI0ZHX m-q:- @E Universal End Mills 293
i E E%z Universal End Mills 2925
FED2TX E @2 Universal End Mills 297
B E \%a Universal End Mills 229
F&0aTY Eé&%a Universal End Mills 931
A
EID4HY uuF %P_% Finishing End Mills 233
gl E f@i{% Finishing End Mille 235
Eoli %% Finishing End Mill 237
el %‘Z Finishing End Mills 239
B202HX ng Ball Nose End Mills 241
';%%_H';;: Ball Mose End Mills 243
il Ball Nose End Mills 245
Egggi Ball Nose End Mills 247
Folagx Multipurpose End Mills 251
Fol4S5x Multipurpose End Mills 264
HF 4.5 % *m%& Multipurpose End Mills With Coolant Hole 2648
FoTaTx Multipurponze End Mills 287
ok Roughing End Mills 254
s Roughing End Mills 951
FEESE Multipurpose End Mills 264
Fab b Multipurpoze End Mills With Cormer Radiue 264
Fak3sX Multipurponze End Mills With Cormer Radiue 267
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Index

Serles Cade No.

FEl2TX

Appearance

Fraduct Mame

Toric: End Mill=

FEITX Toric End Mills 269
FEIATX Toric End Mills AN
F&14TX Toric End Mills 271
FEIIEN End Mills For Aluminium 278
F&EDYZX ; : ?_:%3 Torie End Mills For Aluminium 277
Fad2 o, E%a Foughing End Mills For Aluminiom 279
FEIBLX m %%2 Ball Noze End Mills For Aluminium 2H1
FE20LX @ %%2 Ball Noze End Mills For Aluminium 2H1
L] i*“";m @2 NG Spot Drills /907 285
o F @2 NG Spot Drills /120° 285
D03 H %} Combined Drill and Countersink / &0° R
D400 (SH[ N @2 Micro Precision Drills 289
D42 @2 Twi st Drille 291
D413 M%z Twi st Drille 293
D & W %3 High performance 3-Flute Drills 2946
D&ad0Fm % % High Ferformance Drills 297
D dFm m % High Ferformance Drilles 299
D43IFT m @ High Perfarmance Drills a0
D432FT m @i High Perfarmance Drills 303
D4asFT % @ Oil-Feed High Performance Drills 4046
D4darFT @ Oil-Feed High Performanee Drills 407
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Serles

Cade No.

AppEarance

Fraduct Mame

O3 7FT Oil-Feed High Performance Drills 409
D IFT
O 22FT Dil-Feed High Performance Drills 411
D 33FT

D49FT Combined Drill and Chamfer Tool 413

RA0O0 Machine Reamers 417

R30I Machine Reamers 4149

RI0Z Machine Heamers Long Lengkh 421

R30I Machine Reamers Carbide Tipp ed 423

R30E Marhine Reamers In Steps of O0mm 426

R3O0 RC Machine Reamers 427

MG Machine Reamers Right Hand Helix [End

R3z29 Cutting) 424

EMH/SM mﬂ %%9 Multipurpose End Mills 332
4

EMH/SA mﬂ: % End Mille For Aluminum 332
=y

EMH/BE m 54(% Ball Mose End Mills 337
2

EMH/EBH m % Ball Noze End Mills - 4 Flutes 332
4
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Apperance

Code No

Carbide
Coating
Helix Angle

Mo.of Flutes

El22X

MG
Carblde

AITIN
X-HaMo

%EIE“

@,

@A sl

iversal Finishing End mills

EI25X EI&2TX
EI27TX EI53TX

MG MG
Carblde Carhlde

AlTIN AlTISIN
X-Ha Mo T

| 7

tjags a5

P @

A

El246X
El24X E[29%
MG MG

Carblde Cearblde

AlITIN AITIN
¥X-HeHo X-MeHo

Y7L

EI&4TX
EIS5TX

UMG
Carblde

AITISIN
TX

B
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EIZ2--04( 04 |32 000 g |32 000 110 |32 000f 100 |3Z000 a0 27300 RO A2 000 a0 EE:III':IIJEI 'iElEI
El224-035( 03 |31 000 113 |31 000 113 |31 000f 150 |2Z5000 a0 22000 RO 23 000 an a0 ooo| 200
EIZZ4-06k| OB |27 OO0 118 |27 000 18 |2y Oooo; 105 18500 a0 |7 000 B0 19 500 ag | [a 50 000 230
EI224-08 | 08 |21500| 170 |21500) 120 |21500f 1pA 15500 80 |13s00| B0 [ 15500 SO 50000 280
E 127X-1 | |17so0| 120 | 17500 izo [17so0] 1o [izsoo| so [nioon| eo [1zsoo| so |irson| 120 |arv soo| soo
E122-4-12( 12 | 15000 I8 15 000 1A 15 000 106 10500 a0 8 300 RO 10 500 an 40 500( 300
EI2ZA-13| |5 | 12300 122 12 500 122 12 500 1o aano a0 7 800 B0 g a00 a0 32 0O0( 300
El1224-18( 18 | 10500 125 10 500| 1325 10 500 113 T a00 a0 B AO0 B0 T a00 an 28 000| 300
E|122x-2 2 8 r00 130 8 100 130 8700 Iy T ooo a0 B 300 Ta 7 000 an 24 000| 300
EI1224-25| 23 | 8200 155 A 200 153 A z200 140 G 100 a0 3 300 Ta G 100 an 20 000| 350
E22+-3 | B 800 1| B 800 el b 800 153 a30d Jufi] 4 400 0 3 300 100 |G 000| 400
EI1224-15| 35 | 5 000 180 B 000 180 B 000 180 4700 100 3 860 a 4 100 1oa 13630 413
E122x- il 3400 210 3400 210 3400 180 4200 120 3 300 a0 4 200 120 12 000 430
EI1Z24-95| 4353 | 4830 2490 | 4850 240 g 850 240 a800 120 3 200 a0 3 800 120 10 6O0| 4B3
E224-5 3 4 300 265 | 4300 2R3 4500 240 1300 130 3 000 a5 3500 130 8 500 500
EI1224-35| 55 | 4200 268 | 4200 26A 4200 268 3200 130 270 a5 3200 130 A roo 510
E 1274-5 (4000 270 |aooo| 270 |aooo| za3 [zsoo| 130 [ zsSoo| ioo | zooo | 130 [A42ar | 230 | 7800 S20
E 1228-T T 3500 2R3 31 500 263 a3500 263 2330 120 2200 100 2350 120 235 B 900 320
E122+-8 A 3000 2R3 3 000 265 1000 265 2200 120 | 8900 100 2200 120 : 5 900 520
E122x-8 A 2700 260 2700 260 2700 260 | 950 120 | B30 a5 | 8950 120 215 5 300 500
El22x-10 10 | 2400 233 2400 233 2400 2335 | 700 120 | 400 835 | FOO 120 4700 500
E122x-11 I 2200 230 2200 230 2200 230 I 350 120 | 300 a3 I 350 120 g 330 a00
EI234-12 12 | 2000 24k 2 000 24k 2000 245 | 400 120 | 200 a5 | 400 120 4 000 | 300
El122¥-113 13 | 850 240 1 850 240 1 850 2490 | 300 a0 | 100 a0 | 300 an 730 | 400
E122x-14 14 | 700 240 I TO0 240 1 700 2490 | 200 a0 | OO0 a0 | 200 a0 1500 | 400
E122x-13 13 | BOO 220 | 5O0 220 | BOO 220 I 050 a0 a0o a0 | 050 an 1230 | 400
E1224-1R 1= | 500 200 1 500 200 1 500 200 | 100 a0 a00 a0 | 100 a0 1000 | 400
E123#-1T 1T 1 400 180 1 400 180 1400 180 | OO0 a0 Ta0 Ta | 000 an 28350 A50
Ei224-18 | 18 | 1300 180 | 1300 180 | 1goo| eo | soo | so | voo | 7o | soo | so | i4ie| 205 | 2700 3so
Ei224-18 | 18 | 11oo| 165 [ rioo| 1es | 1ioo| 1s5 | eso | so | eso | en | eso | so 2550 | 300
E12z#-20 | 20 | 12o0| 155 | 1200 155 | 1200 155 | @O0 g0 il GO OO a0 | 1274 | 205 | zaoo | 3oo
ra r=—| ap:<l 01D api<l 01D ap<1 01D api<l 01D | ap:<1 DO0ID | ap<l 01D ap<l 01D
kA EE :ZI_EE <3 030 <3 030 <3 030 ) <3 0020 <3 030 <3 030
[mm} A =3 050 =3 050 =3 050 =3 050 =3 0030 =3 050 =3 050
1.Flease work with good rigidity  high precision facilities and collet chuck,
Z2.Please choose proper cutting fluid,
J.Thecutting data is reference value only, Fleese adjust it according toyour real working conditions,
4 _If RPM is lower the reference value, the Feed rate [fz) and RPM should be reduced by the sarme proportion.
o.If vibration ocours during cutting, pleese reduce cutting parameter.
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FI25X / EI27X By Em i)
Universal End Mills

T ) . T Code Mo. E125%-Dt Steel < 48HRC
Dc Lo L d AITIN
s e mim hé El25%
3 12 70 = "
4 18 70 = #
5 20 B = *
F pll A = .
T 25 100 z #
z 25 100 : »
z a0 100 10 N
10 A0 100 10 »
11 A5 110 12 *
12 40 110 i .
14 40 120 16 N
16 500 140 16 ®
20 =i 160 20 * g
P
Work Material
4 |
SR Carbonstes .
_ {5 E QAL | o
mrT—L d Code Mo, EE.T: Oc Oc :-:';'. PBRZ |y e Stee *
v ! T A5 & f0HRE
-EDE mim mim b ElI27E bR ﬁg%i;ﬁﬂtﬁe ._
3 12 A0 4 D B{ER 30-3BHRE | o
4 15 0 4 . S ateiedste | ®
f 20 100 B ] (k8 38-4EHRE |
: 20 100 : . ; GRS Hﬁarﬁmﬂm ¢
H 25 130 H L] 40-ShHRE
10 30 160 10 . GRe Hﬁ;ﬁmusm
12 40 180 12 . {1 8 b - GEHRL
i 2l Al ik . SR artane d Stee
= |
THa :
_. MIERE (ot ess st D:

-i~| R

TEanum

;]
S|BRIb 7

[l |
GRI7 - s e St




FI2BX / E127X YBIHEt 2%

Slotting  EIAE

iz L GR.1 GRZEHE® | GRIBEEH GR 4 B GR.5 BRIk
i P e el Low-alloyed Steel Hi-alloyed Staal Hardened Stesl Hardened Staal

Shin o [-24HREC) [-3DHRE) [3C-3BHRC) [3B-4EHREC)

mﬂﬁg GO GO 50 A0 ao

Yo mdmin

gk THE HEM _ FE'I_E"I:| HF_M _ FE'!E'I:| REM _ FEl_a-l:I HF_M _ FE'!E"I:| REM _ FE'!E"I:|
el o | mmEE | gemE | DOET | GRST | DWEE | GRET | DWET | GRET | DET | gEEE
; = [min] |[mmfminl| [min-1 | [mmdminl | [min-] [[mmdmin] | [min-] | [mmdmin] | [min-1] | [momy min)
EIZ3AE 12Tr-3 a B 050 140 B 050 140 3200 120 d 200 a0 000 B3 B AOO 140
EI23HIE | 2T £] < BR0O 18 £ AG0 18 3 800 120 az00 a0 7 160 B3 _
EI25-IE | 2T4-5 5 d 050 IBZ A 050 IBZ 3050 120 2600 =11 | A00 T3 A 050 IBZ2
EIZ254AE I2T*-B B 3230 I1R2 1 250 I1R2 2 500 120 2100 a0 | 440 T3 _
E123H-T T 7 A350 IBZ ? B30 IBZ 2273 130 | B30 100 | 260 T3 2A50 I6Z
EIZ25-FE|IZ2TA-8 A 7450 IBZ 7450 IBZ | 350 140 | BO0O 100 | 0RO ) _
E125+-8 g 2200 B2 7200 IRZ | 750 140 | 450 1o aro T3 2200 IBZ
EIZ5AJE I12T=-10 g | 850 1RZ | 850 IR2 | 550 140 | 300 11 aro T3 _
E123H-11 | | vA0 IBZ | ¥a0 162 | 420 140 | 200 1o a0 T3 | TR0 I6Z
EIZ5-AJE I2TH-12 | 2 | B20 IBZ | 520 IRZ | 300 140 | 080 1o 120 T3 _
E1254-14 14 | B50 180 | B50 10 | 200 150 | 000 1A 120 a0 | B350 180
EIZSAJE IZ2TH-1R |G | 400 198 | 400 188 | 300 |60 a0no 123 B30 a0 _
EI1254JE 12TH-20 20 | 080 198 | 080 19A avo |60 Ti0 125 80 a0 | O0A0 188
r i
: 1 s
DA akd ap:0 30 apd 30 ap:0 0 ap:0 20 ap:0 20
[mm::l I'.-..-:l'.-..l' .l'j-:

¥ Motice: EI 27X is Long Length series End Mills, Please adiust the parameter according

1.Please work with good rigidity  high precision facilities and collet chuck.,

Z2.Pleese choose proper cutting fluid.

2. Thecutting data is reference value onky, Please adjust it according toyour real working conditions.

4. |1f RPM i= lower the reference value the Feed rate [fz] and RPM should be reduced by the same proportion.
o, If wibration ococurs during cutting, please reduce cutting parameter,
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E162TX / E163TX g Bl fi i <= i i A 11 st /)

e . T e Code Mo, E162TX-0c Stppl < GEHRE
Dc Lo L d AITISIN
-Enz ! mim b El&2T
0.1 03 a0 4 .
0.2 05 50 4 *
0.3 08 a0 4 .
04 1 50 4 .
05 3 a0 4 M
05 15 &0 4 *
08 ) 50 4 .
1 3 &0 4 .
15 5 a0 4 .
2 B 50 4 .
25 B a0 4 .
34, B 50 4 .
4 A 11 a0 A -
3 B &0 5 .
95 10 50 B .
4 11 a0 B .
45 11 50 5 .
5 13 50 5 *
55 13 a0 B .
B 16 50 B .
7 20 50 ] .
B 20 50 A *
g 79 72 10 .
10 4] 72 10 . Work Material
11 26 75 g . i
. - L2 2 . = Carhan Sha .
14 37 a0 16 . = ]
18 38 100 20 " .
20 38 100 20 . BR ﬁi%ﬂﬁ?ﬂﬂﬁﬂn .
{L820-2BHRC | o
GR% Hﬁarﬁmdsm ol
JB-4EHRL -
; e Hﬁa{rtﬁgredStaa e
4B-SGHRE | o
ERe Hﬁa{rlﬁmdsl:aa ®
= H q0- BEHRL
e e T Code No. E143T¥-Dc H op7 Hﬁﬁmdsm
Dc Le L d AITISIN ] THa
foz mm mm he E143TX ) MfERB (PR
4 12 T0 g8 & -
4 15 70 5 %
5 20 Al B .
B 20 A0 B .
7 25 100 B .
B 95 100 B . 1
g a0 100 10 *
10 a0 100 10 .
11 a5 110 12 *
12 40 110 12 .
14 40 120 16 .
16 50 140 15 .
20 G0 160 20 . o :
o bR ok
S GRIE %chte
(3.
GRIY Héﬁmﬁantﬁtee




Slotting  EIAE

F162TX / E163TX UIEHEt &SR

= JEl BRI R GR.2Z {E5 &5 GR.3 B EEH GR4 FR{L GRS FB/k# GR.6 BiEE
et T e el Low-alloyed Stesl | Hi-allowed Steel Hardened Stael Hardened Staal Hardened Steal
[-24HRC) [-3CHRLC) [30-3BHRC) [3B-4BHRC) [4B-B&HRC)
F g ap1-0r 2B-57 Ari-07 2B-51 apA-07 2050 Al 1-0.7 2B-45 Aapl-0.7 2624
S BLE-2.00 BI-1D0 | B0.EB-2.0 BD-1DD Ar.B-20 555 B0.E-2.0 4B-ED BLE-2.0 3558 ar.i-z0 z21-45
B2.1-20 108120 | @2.1-20 1D0E-1z20 Az.1-20 BE-EBD Ba.1-20 BE-11D Ba1-20 BE-7D
Flap THE || FlF:M : FE'I:E"Ij : FlF:M : FE'!E'Ij : RF:M : FEFIj : RF:M : FE'!E'Ij . RF:M : FE'!E'Ij . RF:M : FE'!E'Ij
S o | mmeE | aiinE | DmEE | 40T | DRSE | GNET | DMET | AENT | DMET | £00T | DEEE | anET
[min-T | [mmfmin]| [min-] |[mmfmin]| [min-] |[mmfmin] | [min-] |[[mmfmind| [min-] | [mmfmin] | [min] | [mmdmin]
EIRITH-O | ol 30 000 1ad 30 000 1oa 30 0o0 1aa a0 000 100 a0 0oo al 30 000 23
EIRITx-0O 2 oz 30 000 100 30 000 1oa a0 000 1aa 30 000 100 a0 0o0 ad a0 000 25
EIGZTx-O013 o3 30 Doo o 30 ooo [ 30 oo 1o joooo 1o 30 ooo 33 22 O0oo 23
EIRITH-O4 04 30 000 120 30 000 120 30 000 120 30 000 120 27T 000 GO I T 000 23
EIRITH-O3 03 30 000 120 a0 000 120 28 000 120 28 000 120 21 500 B0 13 000 23
EIRZITH-OR 0R a0 000 120 30 000 120 24 000 120 24 000 120 18 000 GO 11000 25
EIRITH-OA oa 24000 120 24 000 120 19 000 120 19000 120 13 800 &0 A aoo a0
EIRITH-I I 28 500 300 28 500 a0on 28 500 aon 25 000 aa0 19 000 250 12 500 |10
EIRITH-1 5 I 5 22000 305 22 000 ads 22 000 ads 189250 Ja0 14 500 255 8 k50 15
EIRITH-2 2 153500 310 |3 500 al0 I3 300 alo 13300 400 |0 oo ZR0 & AO00 120
EIRITH-I 3 23 13000 330 13 000 330 13 000 a3n Il 000 q03 A 150 270 3 |00 130
EIBITHIE |IRATH-3 | 10500 330 10 500 330 10 500 330 aa00 410 B 300 2680 4 800 140
EIRITH-3 5 a3 8 e00 395 8 600 335 8 &00 355 7750 q05 3 750 275 4 300 135
EIRITA/E IGITH-4 | g 7o0 360 B 700 360 g 700 a&0 Tooo 400 3 200 7o 3 00 133
EIRITH- 5 g3 Traa 330 T Too 330 T roo 330 B 300 q50 qa00 260 33500 130
EIBITHIE IRATH-5 3 7300 a5 T 300 345 T ano 345 B 150 q75 4450 250 q 235 125
EIRZTH-5 3 33 B A00 240 B @00 340 & A00 340 3 A0o 300 J000 240 3 000 120
EIBITHIEIRATH-R G G300 330 B 300 a3d B 300 330 3 300 350 700 235 2 B30 120
EIRITHIE IBATHA-T T 3 350 330 5 330 330 5350 330 g 650 q60 3250 240 27300 133
EIBZTHIE |BATH-A i 4 800 330 4 800 330 4800 330 4000 ara 2 800 250 2 000 130
EIRGZTA/E IRGITH-B 8 4 300 340 4 300 340 47300 340 J&00 73 2 550 23l | 00 140
E16ITAEIRITA-10 10 3 800 330 3 /00 330 aaoo 330 3 200 380 2 300 250 | BOO 150
E1RITASETRITH-11 I 3500 340 3 500 340 3300 340 2 800 380 2120 255 | 500 150
E1RITAEIRITA-12 |2 3 200 330 3 200 330 3200 330 2 600 380 1 850 260 | 400 153
E162TA/E1RITH-14 14 2730 30 2730 al0 2750 alo 2 500 3&0 | GO0 23l | 00O 133
E16ITAEIRITH-16 G 2400 aon 2400 a0n 2400 300 2200 350 1 400 240 anoo 120
E162ITx-1H I8 2200 480 2200 480 2200 80 1 850 320 | 200 220 aoo g
E162TA/E1RITA-20| Z0 | BOO a0 | 800 a0 | 800 a60 | 750 300 | 100 zoo Ta0 1o
e B
mAaEE ] |5 ap:<30 1D ap:<30 1D ap:<30 1D ap:<30 1D ap:<3 0050 ap:<3 0 050
[mm} ““»-; ' 23020 23020 23020 =3 020 230 1D 231010

#: Motice: EI&STX is Long Length series End Mills, Please edjust the parameter according

1.Flease work with good rigidity  high precision facilities and collet chuck.,
Z2.FPlease choose proper cutting fluid.
J.The cutting data is reference value only, Pleese adjust it according toyour real working conditions,
4 If HPM i= lower the reference value the Feed rate [fz) and HFM should be reduced by the same proportion.
o.If vibration ocours during cutting, pleease reduce cutting parameter.

£ FE o ITARINEFRIE ] - AR = A R A T BN & -
1. FRERMEL - EESRE RS -

2. FREEIEEM i T r Al -
3. ILHENEF SRR SE R DHIFTOEREE - BIRIIE - /RS ENLHAR - B - EAWsFEA - HHRRETRE -

4 MMEWSHEEEERATSE - AIEREE B RIS FE— b fEE -
5. HEIDN T kF0N A2 iR - SRREEENRT -




El24X iEnlrisi s sl Tiimt/)

E
E
E:

1
h_'l—'h.—'h.—'h.—'h.—'h.—'h.mmn

O oM @|— — J@1 @m|{n on o fe P L] o
n n n &n n o n

—
=

10
1
12
14
14
15
16
i
18
149
20

L |
]

@ @ P b

R N N R N T e R e A
]:']:FEEIEI']I'_'I'I-F‘?-M

A

=i e
31‘]

O OO Q) 0L W) RIS R R RDRD R RD RDRD R S s s s = et
Lo o T o O e Y % e R R e Y ¥ Y e Y e Y ¥ O e T o T e T o S O o JO e RSN i oy R o SO e o R e o T g O e T o O e Y LY LAY P

100
100
100
100
100

= . T e ]

Oz

o
-0 0z

/8
3416
144
0416
44
142
)
44

4.175
4 760
£.350
T.9410
59.525
12.700
15.880
19.080

i

La

B
1
18
20
24
26
JH
44

M

&0
&0
&0
G0
e
75
100
100

= AT T 0= - PYT- (A= PO PE- PYT- PO PR S S0 SO ST St N 1 SO v S S Y SO S S

B b0 RS D SN s SOER s [SERR s PR s [PEEEE s
o o o o m o Tm k3RS R R D S O

Code Mo, E124%-0c

AITIN
El 24X

Code Mo, E124X-0c

d AITIN
bty El 242
B .

b ]

H ]

H L]
10 *
e (]
16 (]
20 L

l

Le

Steel < 48HRC

PHMEMN S

® ® O @ O
MG AlITIN

Carbl de X-NeMNao
I
M

)\ L

Type of Operation

2 2

Work Material
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El24x tHEIEY S E«

Side Milling  BIEtDA

pam- sl | GR2ESEW | GRISSEH | oRABLE | GREBILE | oo <o RN #
i e i Law-3 awad Slee | Hi-alloyed Sleel | Hardened Sleel | Hardened SLeel S baifilase St gl e
[-24HRC) [-3DHRC) [2D-2EHRLC) [2B-4EHRC)
ﬁﬂﬁ A5 ik 75 i 50 i 150
ok s | RPH | Fesd | RPH | Fesd | RPH | Feod | RPH | Fasd | RPH | Femd | RPH | Foed | RPH RPH | Fead
cedte MR | B (DHRE | SRPE | DRRT | 20 | DEEE | 250 | DRAE | 255F | DBAT | 2EE | DR MHRE | BHAE
[mad] {[onfmal| [mad] | [onfoo] | [mad] | [onfoe] | [moed] | enfnal | [moad] [ enfeal| [moad] | endnd _ [m n-l] | [nnfn |_r
E 1247-1 | |Z0000( 240 |20000| 240 |1SOO0 200 (11000 AS | FiOOD| 40 | 11000 8BS 47 00| 470
El124%-15 | 15 |13500( 250 |13soo| 250 |1zsoo| 215 |eooo| 80 |G800| AO | AoOOO | S5O 31 BO0| &20
E 1247-7 7 (13000 300 (3000 J00 [nooof B0 | ToOOOf 10 | &3S0 | (oo | TooO0| 10O 71 000| 580
El1244-25 | 25 | 11oo0| 3f0 |1iooo| 3ro | 8500 245 | 6300 110 |Sssom| 105 | 6300 1o 19 700| 9&O
E 12423 7 (9000 | 480 | 9000 | 480 | TADD | 350 | S300| 120 4800 | (10 [ 5300 170 I5 B00| BED
El124%-35 | 35 | 7600 | a90 | 7800 | as0 | 6soo| 350 (aeoo| 130 |a3oo| 1o |aseoo | 130 13 600 BEOD
E 12474 4 | GBS0 | SO0 | GGSO0| SO0 | S5O0 350 |azso| 135 |37o0| (15 | 43250 | 135 IZ 000| 500
El244-45 | 45 | 6000 | 550 | 6000 | 550 | 5000 385 |38r0| 130 |34s50| 120 |3ev0| 130 |o7oo| 870
E 12:#-5 5 (5900 | GO0 | 5300 GO0 |4500| 420 |3s500( 130 | 3200 | 120 | 3500 130 9400 | | 040
El24%-55 | 55 |a4900 | s00 | 4900 | &00 |4 100 | 420 |3250| 135 | 2920 | 125 | 3250 | 135 B EOO0 | | 040
E 1247-5 E |4500 | GO0 | 4500 GO0 [ 3700| 425 |3000| 140 | 2GS0 | 125 | 3000 | 140 7 800 | 1040
E 12d7-T 7 |3so0| 55 |3soo| 5v5 [z9so| aio | zazo| 130 | zzso| 125 | zazo| 130 § BO00 | | 025
E 12:4-8 B (3300 | 550 [ 3300 ss0 [ ZeO0f ai0 | (@sof 120 Jisoo| 125 | 1850 170 SE00 | 1010
E 12:%-8 9 |28s0| 535 |z9s0| 535 |[z3so| aos | (eso| 125 |Jivoo| 130 | 1650 125 5300 | 1010
El124%-10 | 10 | 2600 | 5?0 | 2600 | 520 |2 100 4o0 | 1500 | 125 | 1500 130 | 1500 | 125 4800 | 1010
E12d7-11 Il |Zao0| 520 [2aoo)| s20 | 19s0f aos | 13so| 125 | i13so| 120 | 1350 1Zo d4400 | 1010
El24%-12 | 12 | 2200 | 520 | 2200 520 | (@oo| 405 | 1200 120 | 1zoo | 120 | 1200 120 4000 | | 010
E12%-13 | 17 | eIt i = s e e T A i s T sl | 200 | 130 | 3700 | | ooo
El2d%-14 | 14 | 1800 | 550 | 1900 | 550 | (600 410 | 1200 140 | 100 | 120 | 1200 | 140 3400 | 990
El24a%-15 | 15 | 1600 | 540 | 18oo | sao [ isoo | 4o | 1iso| 30 | 1oso| 1oo | oSO | 195 il 3200 875
El2d#-16 | I6 | 1700 | 530 | (700 | 530 | (aoo| 40 | 1100 130 | 1ooo | 100 | 100 | 130 3000 | 960
E124%-17 | 17 | 1600 | 525 | (600 | 525 | 1300 | 4os | 1020 1oo | 940 g5 | 1020 | 115 7 800 | 950
El2d#-18 | 18 | 1500 | 520 | 1500 | S20 | 1200 405 | 950 | 1oo | AA0 g5 950 | 100 7 GO0 | 940
El24%-18 | 19 | 1400 | 510 | (ao0 | 510 | 1150 385 | 925 a0 | A4ao a0 935 | @5 2500 | 910
El24#-20 | 20 | 1300 | s00 | 1300 | 500 | (1oo| 370 | Soo 90 | 8O0 a0 gon | 90 2400 | 890
: ap: | 50 ap:| 50 ap:| 50 ap:1 50 ap: | 50 ap: | 50 ap: | 5O
mhﬁgﬁg% : :
[ mm} ge<3 0050 | @e:«<3 0050 | @e<3 0050 | ae<30050 | ax<300I0 | a@e:<3 0050 ge;<3 0050
- =30 1D =30 1D =30 1D =30 1D =30 020 =30 1D S

.Plea=e work with good rigidity ¢ high precision facilities and collet chuck.

.Please choose proper cutting fluid,
. Thecutting data is reference value only. Fleese adjust it according toyour real working conditions,

.If RPM is lower the reference walue, the Feed rate [fz] and RPM should be reduced by the same proportion.

If wibration ococurs during cutting, pleese reduce cutting parameter.
GREEMMIEE - RS R E -
SR EEIEEA 5 T i R el -

EEENE = R SRR AT SRR - BRI TR
NIER SRR = A P &8 - Bl iR B B E— [ I EHE, -

HHEINI T RN RaE SRR - SREE N HIET -

Ao LA - B - EfAWs FEE - HEHRFETEE -
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E126X [ E128X B ima = m s I Tt/
Finishing End Mills

e e T Code Mo, E126X-0Oc Stepl < 43HRC
Dc Lo L d AITIN M S
b mm mm hé El 26X O|® 0
A 12 70 5 . =
4 15 0O G &
5 20 B0 B .
b 20 AO B .
i 25 100 B .
H 25 100 H ™
g 40 100 10 .
10 30 100 10 .
11 a5 110 12 o
5 40 110 12 ™
14 40 120 16 .
16 a0 140 16 [
20 50 160 210 .
Type of Operation
-
Work Material
1|
SR Carbonstes .
] . {5 S RIBUHAT | o
T T T Code Mo, E128X-Oc Oc ix PERZ | - oot Stos ®
Dc Lo L d AlITIN + B e NHRT
-EDE mm mm b ElZ5x R ﬁg%i;ﬁﬂtﬁe ._
3 12 A0 4 . B{ER 30-30HRE | o
4 15 0 4 . S ateiedste | ®
) 20 100 B . E{IZQEH-&HHEE |
B 20 100 B . H BRS | argenedstee | @
B 25 130 B - 40-ShHRE
10 a0 160 10 . BRE Hﬁ;ﬁmusm
12 40 180 12 & E{m K- SBHRL
7 o . e . ™ ratonis
[ ]
THH -
= M |GRE a1 aza Shae =

— I
:hl Ttanum

;]
S|BRIb 7

[l |
L

11



FI26X [/ E128X tNEIEHSER

Side Milling  BIEtDA
a4 GR1IEE GR.Z{E&%# GRI B5%#| GRaBE#A | GrR: BE#A

Las-3 awad Slee | Hi-alloyed Sleel| Hardened SLeel | Hardened = Leel

GR.B T3R8

wWork Material Carbon Staal [-24HRC) (-30HRE) [30-3BHRC) [3E-4EHRC) Stainless Steal |
mﬂﬁg B3 B3 g3 40 il A0
o omymin

#lzh s | RPH | Fesd | RPH | Feed | RPM | Femd | RPH | Fmd | RPH | Fesd | RPH | Feod
e O |DREE BRI DRIE 2nsE ARDE ) BLDE | BREE BREE) DRI 252E DRSE 2nlE

[mn-1] | nnfma] | [mnel] [onfnoal| [mad] | onfna| moad] {onfnd | [mnd] | nnfna] | moa-l] | [nnfng

B 730 | 360 | B T30 | 360 | 5350 | 263 | 3973 aad J600 ik = an B¥a0 | 360 | 11830 B3
a000( 375 |5000) 3r3 (4125 | Z6F | 3200 oo | 2773 il 1zZ00| 100

E | ZBA/E [ 28K-3
E | ZBA/E | 28K~

E | 2BX/E [ 28X-5 1875 430 (3873 450 [ 3375 | 315 | 2 RIT oo | 2400 a0 2BZ5| 100

E|Z26x-T 2800 ( 430 (2800 430 (27360 313 | ao0 on | oo a3 | 820 | 100

E | Z6XSE | 28x.-A 2475 410 |2473 | 410 | 1 830 | 310 | 400 a0 | 4273 g3 I 400 an

3
|
3
E | 2BAE | 20x-5 B 3373 | 450 | 3375 | 450 | 2775 320 | 2250 O3 | 18BB| 85 2230 103
T
i
8

E|26x-9 2200 ( 400 (2200 400 (1 7r5 | 305 | | 270 a5 12704 100 | 1250 895
E|ZBXE 128--10 0 (1850 380 | 1830 380 | 575 | 300 | | 125 85 [ 125§ 100 (1123 83
ElZ6x-11 I | 00 | 350 | | 8OO0 | 390 | 430 | 305 | 1000 an | ooa a3 | ooo | 90

E|Z2R=SE [28X-12 12 | B30 ( 380 | | G5O | 380 | 350 | 303 ann a0 oo a0 ano a0

ElZ&x-14 4 (1430 413 (1430 413 | 200 ( 310 800 05 A25 a0 aon 105
E|ZB=/E [28X-10 IB | 1273 400 (1275 | 400 | 050 | 310 A23 o0 a0 T3 i ] 100

E|ZR=SE [28R-20 | 20 ari ara ari T3 i s T3 BT3 7o GO0 7o RT3 Ta

. ap:2? 50 ap:2 50 ap:2 50 ap:? 50 ap:? 50 ap:2 50
) 31 p p p p p p

[mm)

2 ge: 0l 10 ge:l 10 ae:l 10 de:ll 10 gel 10 ge:0 10

¥: Motice: El 28X is Long Length series End Mills, Pleese adjust the parameter according

1.Please work with good rigidity  high precision facilities and collet chuck.,

Z2.Pleese choose proper cutting fluid.

2. Thecutting data is reference value onky, Please adjust it according toyour real working conditions.

4. |1f RPM i= lower the reference value the Feed rate [fz] and RPM should be reduced by the same proportion.
o, If wibration ococurs during cutting, please reduce cutting parameter,

# 1 FE 28X R INEAFR AT - SRHIRE = HEE AE D 2REs -

1 FREEMIE - EESRE RS -

2 REEEHE T TR EEE -

3. AN AR SER NENET R EE - BRI - (RS &R - B - BEANsFEE - HUdRITFETAE -
4 MBS R ERMTIEE - BB B ER 0] — I /I ERHE: -

5. ENEIDN T AFhN P2 iR - SREEANET -
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EI64TX / EI6BTX fiBHHiT R ByE I Trigt /)
Finishing End Mills

il s | Code Mo, E144TX-0c Steel < S&HRC
Dc Lo L d AITISIN M S
002 mm mm hié El 54T
1 4 a0 4 ® '

L 5 a0 4 #
. B &0 Kl .
a5 H a0 4 .
3 A B &0 El .
4 A, 11 a0 4 ™
3 H a0 G .
34 10 &0 5 .
4 15 a0 B o r
b 11 a0 B ™ K
5 13 &0 5 .
Bk 14 a0 B [
B 16 &0 = *
i 20 GO H . _
A 20 =] B . Type of Operation
g 94 Tt 10 . o
10 22 T2 10 ™ v
11 2B Th 12 ™
12 26 75 12 .
14 ) 90 16 .
16 38 100 16 .
18 dH 100 20 ¥
20 4H 100 20 .
Work Material
1|
SRt St '

plop {5 ERHURL | o

e P N T Code Mo, E163T¥-0Oc Do 320 Lf'i'a Opél e
De Le L d AITISIN A GRd ﬁﬁaﬁ?ﬁuﬁﬂt ®
L hé& El&&TX ﬁ{mvﬂ '

-0 Dz HALEL LUEY 0-3BHRL ,
3 12 70 ; . . SR ardeiedse | ®
4 15 70 B . 5 _

' BRE WERIB-GBHRC | o
5 20 B0 5 . ; Hardene d Stee
i 2 ill : . GRS | o
7 29 100 : . BRE |uidomdsee | @
e —— gl
[ ]
THH

11 45 110 12 [ M[GRE Sy 1 s Sk
i 40 110 2 .

14 40 120 16 .

16 50 140 16 .

20 50 160 20 .

A i
| d

I
EmE'Ttaﬂum

;]
S|BRIb 7

[l |
BRI g~ o st St
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F164TX / EI65TX tIEHEt &SR

Side Milling  BIEtDA

i g ot BRI GRZ{EGSH | GRIEGTH GR.4 Bk GRE BikE GR.A PRk GR7 BFE
e e C I:|. Sl Low-allcyed Sleel | Hi-alloved Steal | Hardened Steel | Hardened Stesl | Hardaned Steel | Hardaned Steel
R Bl G [-24HRC) [-3DHRLCY [3C-3JBHRC) [3B-4BHRLC) [4B-BEHRLC) [G&-GEHRC)

LY | TR El.0-25 BE-10({E1.0-25 FE~1D|E1.0-25 G3-10| @1 0-2063-6T |@I10-20R3-GRT
Yo m/min Ez.0-20 1 DE-122| 22020 1DE-122|@2.0-20 10B—122) @3 0-20 BA-72 | @3 0-20 BA-T2 Bl 0-20 J0-431810-20 30-40

ek e | RPM_ | Fesd | RPM | Feed | RPM | Feed | RPM | Fed | RFM | Fesd | RPH | Fed | RPM | Feud
DHAT | BiRF | DURT | 2GAF | QMR | 2R0F | DHERE | 2hAT | DRRE | 2RAT | DUERT | 25AT | DEEE | 2RAE

HEEEL L, Oc [mad] |[[mmfma]| [mno-d] ||mmfmn]|{ |mnad] ||mmfma]| mad] | mmfmoa)| [mad] {[mmfmal{ |[mad] | |mmfmoa]| |mnd] | |mmSm o)
E [BATH-1 I 20000 240 20 000 240 20 0o0 240 20 000 183 20 OO0 183 10 000 G0 8300 a0
EIBATH-1 5 |5 | 15000 245 15 000 245 15 000 245 15000 183 15 000 185 7100 7 G300 50
E 16ATx-2 z 1008 | <480 1 000 | 480 11o00o0| 480 i000o| 300 0 00| 7300 & 400 150 < 800 a5
EIBATH-2 35 113 aaod E0O0 A aoo B0O0 A a00 &0O0 A 300 350 A 300 350 3 600 | 4300 1oa
E IBATHIE B3 TH-3 | Il 300 500 Il 300 a0n 113500 300 T3noao 450 T aoo 430 4 800 220 4 000 150
EIBATH-35 15 | |0O00O 510 10 000 alo 10 000 3l0 BA00 q75 B 400 475 4 200 235 3 600 183

E 1B THAE B3 Tm-d L A &00 a3 A &00 a3 A &0O0 a3 a3 600 a00 3 600 a00 1 600 2350 3200 220

E1BATx-413 5 | 7700 313 T ron a3 T 7on 13 3 100 23 3 100 a23 1230 2R3 2 900 220

E IGATHAIE IBITH-5 3 B A00 313 & A00 a3 b A00 a5 4 300 350 4500 a50 2800 2080 2 BO0 220

EI1BATA-3 3 73 | BIOO al3 & 300 13 B 300 al3 4100 ara 4 100 ara 2 /30 280 2330 220

EIRITAIE IBITR-R b 3 800 220 a2 800 20 3 800 a20 3700 RO0O a700 ROO 2400 00 2100 220

EIBATH-T 7 | soso| sz | soso | s7o | soso | sz | 37so | sio | 3250 | Gio | zioo| 3os | 1mso | zio
EIGATA/EIEST#-A | B | 4300 | s20 | 4300 | 520 | 4300| sS20 | 2800 | G20 | ZROO | G20 | 1 AOO| 300 | 16OD | ZIO
E IG4T#-8 5 | 3@s0| 530 | 78S0 | 530 | 38s0| 530 | 2550 | G20 | 2SS0 GE0 | 1 GOO| 3OS | 14s0 | 193
EIGATA/E IE5T#-10| 10 | 3400 | sao0 | 7400 | sa0 | 3400 | sSao | 2300 | 620 | 2300 | G20 | 1400 | 300 | 1300 | 180
E IBATH- ] Il | 3150 | s45 | 3150 | 545 | 31so| s545 | zioo | s20 | zioo | G20 | 1300 | soo | oo | 1es
EIGATA/E IE5T#-12| 12 | 2800 | 95 | zoo0 | 595 | zson| sS45 | 1900 | G20 | 1800 | G20 | 1 Zoo | 300 | 11oo | 150
E 15 TH- 14 la | 2650 | 575 | 2GS0 | 575 | 2GS0 | 575 | IGS0 | S50 | I GS0 | sSs50 | roso | 26 | 8sm | 125
E IEATA/E IEST#-16| 16 | 2400 | Gio | z4o0 | 610 | 2400 | G0 | 14oo | 4o | 14po | aso | soo | zon | Bop | izo
E I6ATH- 18 8 | 2250 | G20 | 250 | G20 | z2so | e70 | 13250 | 4so | 1250 | aso | sio | zeo | 7o | oS
EIGATA/EIE5T#-20| 20 | (850 | &30 | 1950 | &30 | 1850 | &30 | r1oo | 470 | rioo | 4zo0 | 7o | zim | Bap | sO

ap: | 50 ap: | 50 ap: | 50 ap: | 50 ap: | 50 ap: | 50 ap: | 50

DrEE S «30020 | =2e<30020 | @e<30020 | ®e<300I0 | ae:<3 0 0Z0
Ll _,, Ee'za 0 050 *30050 *3005D *30050 =30050 AR L atia

# Mptice: EI65TX is Long Length series End Mills, Please edjust the parameter according

1.Flease work with good rigidity  high precision facilities and collet chuck.,

Z.Pleese choose pgroper cutting fluid.

3.Thecutting data is reference value only, Pleese adjust it according toyour real working conditions,

4 If HPM i= lower the reference value the Feed rate [fz) and RPM should be reduced by the same proportion.
o, Ifwibration ococurs during cutting, please reduce cutting parameter.

#EFEI6STHRINENFDERT) - SRR e IR R E DRSS -

1. REEMILYS - EESE RS -

2 AREIEEM T R Al -

3. IHENEF ERRESE R HIRFOEREE - BIRINIE - SRS SRR - B - EARNsFEA - HHHRRETRE -
4. MBS R TIEE - AIER I B BRI — I 7 EHE -

5. HEIIN T bR A2 IR - FREEHIET -



EIBBTX / EIBOTX fli8 st i Em S *EE L Lit/)
High Performance End Mills

T — Y T Code No. EIS8TX-Dc SRLEBEERE
Da Lc E d AITiISiN
002 mim mm he EIZETX e ® OO
1 5 50 4 . = '
1.5 5 50 4 +
9 B A0 4 .
95 i 50 4 .
3.0, B 50 4 *
44, 11 50 4 »
q B 50 5 .
4 11 A0 g .
g 14 A0 g .
5 16 50 g .
i 0 R i .
10 o 72 10 .
12 96 75 19 *
16 K 100 16 .
a0 A6 100 20 .
Work Material
§A
BRI CarhanShaa .f
R iioll i) Code Mo, E152TX-0Oc Oc ;.:-;l._ P (LR lﬁfagﬁtgt .
Da Lo L d AITiSIN : B LRAINAE | o
e mm mm he EIS9TX EHaH?anidStee o
3 12 70 g - WL 20-3mRe | o
4 15 70 g . BR% aderedstee | @
5 ol Al f * (L8 28-4BHRL | o
B 20 A : * ; GRS Hﬁartd%redsm 4
) 25 100 H . b3 4B-5aHRE
10 a0 100 10 . GRE Hﬁart[%mdsl:aa ®
12 40 110 12 . B{E 3 56 GBHRE ;
R —
] |
THH .
MIGRE o asagme @
.E
's]
0

Sk

SR T &
i |
G5 :
BRI ot s i s |
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FIBBTX / EIBOTX tIEl{E{t&ESE

Side Milling  BIEtDA

R eite | aireioos | ot s | Hairodoes | adomdseel | CF5 T | BRAGER.
[-Z5HRC) (-30HRC) | (30-3BHRC) | (38-4BHRC) | (4B-5GHRC) | [56-BEHRC) i
Vtzclﬁl;nhf}nﬁl 100 100 a0 63 G2 RO a0 h2 100
L THE RPH Flalad HF.H FEFI:I RPH FE?:I EF.H Fead EF.H FE!a:I HII’H Feed HF.H FEFd RPH FB.ad EF.H EF:I
Comenia | po |BREE|REEE|BREE wAEE|ANEE |RESE MUEE HOET| 20| RESE MUEE| pS5E|20EE| RGIR B3| pdaE | B0ER|wGEE
[nwd] {[onfmol| [ned] {[oofnd| 0] [[oofa]| ned] (oo | o] [oofm]| o] ([eofa)| [ned] [ onfed| o] [eefol !n |'-I! !nnfnd
E15BTH-1 | |3 ,BED| 509 |21 ,BSD| sSO9 (25440 407 {20,700 330 (18747l 315 18110 305 |9555) 152 (15747 315 |, EED| SO0
E158TA-15 | 5 |21,233| 594 |21,233| 584 [16986| avs |12,000] 396 [13164| 388 (12,740 305 (s 370 152 [13,164| 36A 21,2330 584
E150 Td-2 7 |15,825| g37 15,825 s37 |12,740| 560 (10,151 as5 [9873| 395 |esss| 3aa (aver| a5z [9673| 395 |15075) a7
E150TH-25 75 12,740 764 (12,740 764 [10792| G11 | 8281 | 496 [F@OR| 473 |7 644 | 458 |3822| 152 | 7090 | ar3 |12 740 764
E15RTH-3 1 (10,60D| 950 (10,600| 950 |6 300| 750 (T OOO| 560 |GRROO| SI0 |RAO0| 4680 |3 Z00| I80 |6 ROO| 510 1|:',Ei|:||:|| 850
E15RTA-4 g |8 000)1000jA 0001 OO0 (B 150 BO0 (5 200) SeO0 |S000| OO (4 @00 510 |2400| 185 |5 000( OO0 | @ OOO .:I ooo
E15BTA-5 3 |B350|1000jk 3501 000|5000( A4A0 (4 200| 580 (4000 6I0O (3 800 530 (2000 180 (A000( IO |6 350) 1 00O
E15BTATET158TH-6 fF |5300|1zoo|s 300/ Zoo|a zoo| 950 (35000 FOO (3300 650 (3200 540 | 16000 190 |3 300( 650 |5 30001 200
E15ATHVET50 TH-A A (4000)1200(4000)1 200|3 100 900 |2 700| 650 |2500| 640 (2400) 550 (12000 IT5 |2500( 40 |4 000§ 1 200
E15R TAVE1 58 TX-10 0 (32001 100f3 2001 1002 300( A50 |2 100) &OO (2000 SAS (1 8900| 520 | 850 155 |2 000( 585 |3 20031 (00
ET1SRTAVE1 58 TH-12 12 (2650|111 100j2650(1 1002 000( A50 |1 ¥50) 56O |1 ¥OO| 530 (1 6O0) 470 | 00 IGO0 |1 FOO| 530 (2 63001 100
E15BTA'E158TH-16 It |Z000| 850 |2 000 850 |1 &O0O| 730 |1 300) SO0 | 1250) 430 (1 200 400 | &0O0 IGO0 || 250 430 |2 OOO§ 950
E15BTAYE158TH-20| 20 || &OO( 7RO | I BOO| 7RO |1 300( SO0 |1 |0OO0| 450 | 960 | 380 | 950 | 350 | 480 | IGO0 | 980 | 360 || BOOJ 7&O
P—— ap:| 50 ap:| 50 ap:| 50 ap:l 50 ap:| 50 ap: | 0D ap:| 0D ap:| 50 ap:1 50
(mm) 4 :
z —las ae.0 20 ge.l 20 de:.0 20 de.dl IO ae:d 1D de.0 050 ge:0 030 de:0 IO -ge:d 20
# Motice: EIS?TX is Long Length series End Mills, Flease adjust the parameter according
I EISTTXR BRI T] - SRS aE RS IS -
Side Milling [High-speed machining] BIEDE] (%I
. GR.2 B &% |BR2 Ba GR.4 GR.5 GR.5 GR.5 :
WErFfELﬁrial ES|?:ni§ﬁja Lav-a {IJE?;%E H-a :;?E%Ej HaltanEdiﬁt;E Haldarﬁlﬁttﬂ Halﬂanﬁlﬁttﬂ Haldarﬁiﬁtgﬂ S?:f;:i‘gﬂ Eﬂ:‘;?ﬁ
[<Z5HRC) (-30HRC) | (30-3BHRC) | (38-4EHRC) | [48-56HRC) | (56-6AHREC) Al
y%?nhf}nﬁ 200 200 200 200 150 100 a0 150 200
Ll T RPH Femd FPH feed RFH Femd RFH Fead RPH Fead FPH Ferd FPH Feed RPH Fead EFH, FEia;i
oot | o | aREE | e | AREE | wATE | BNEE | BEGE) BAZE| BTE | MO | wAE | BUZE| REE | BOEE BT ANEE | RAFE |BOEE) BAEE
In | | jonfms|f ned] (fonfoq| 0] |[oafmo]| [nod] (jeefed| o] [ feefel| o od] (el ned] fenfe g fnod] el e ||1r|{|_:|_i
E I58TA-7 3 |21,733| 1 27a|21,233) | 274 |21 238 1 274|2,233] 1 27a15,025] 955 [10616| 537 | 6491 | soo [15025) @55 |11,202) 0 27
E |5ATH-4 a |15.025| 1 27a[15,825| | 274 |15 975 1 27a|15,025| | 274[11,941| 955 | 7962 | 637 | 6270 | S09 |n,941] 955 [15,9250 1 274
E I58TH-5 5 |12 740| 1528 |12 740 | 528 12 740| 1 528|12,740) | 528| 9555 | 1 196 | 6370 | 764 | 5096 | so9 | 9,555 | 1146 [12,740) 1 526
EISATA-B & (10,500 ZBoOf10,500) 2 BoO0 (10 500 2 500(10,500( 1 AO0| A OO0 | 3505 300| 900 (A200| 600 |6 OOO( 1350 (10,5004 2 AO0
EI158T=-A8 A |AO0O00)2400)6 0002 400|868 000(2300,8 0001 TO0|S5800(1350(4000| a50 (3200 550 |(55900( 135008 00042400
EI58T=-10 I0 | 300(2350|k 3002 3506 300(2200|\6 300)1 650(4 00| 1300|373 200| 600 |2500) SO0 (4 700(1 300)6300¢F2 350
EISATA-12 12 |5300(2350|5300|2350|5300(2 10053001 650(4000)1300|(2600| A5 |2 100 480 (4000(1 300|5300f2 350
EISETA-1R I& (4000(BOOf4000| | B0O0 (4000 I BO0f4 000 | &OO(3000f1Z00|Z000( 780 | 1600} 480 (30001 Z00p4000§ | 8O0
E158T=-20 20 |3 Z00(1 500)3200(1 5003 200|150003200)1450(2400) 11001600 730 (1300f 475 (24001 100)3200f1 500
P ap:1 50 ap: | 50 ap:| 50 ap:l 50 ap: | 50 ap: | 0D ap: | 0D ap: 150 ap:1 50
(mm ' ;LI.I' de.0 050 de.d 020 de.0 050 ge.l 050 ge.0 050 de.00z20 de:0 020 ge.0 050 de.l Ij-ﬁf.i-

.Plea=e work with good rigidity ¢ high precision facilities and collet chuck.
.Please choose proper cutting fluid.
. The cutting data is reference value only, Fleese adjust it according toyour real working conditions.

If RPM is lower the reference value, the Feed rate [fz) and RPFM should be reduced by the same proportion.
f wibration ococurs during cutting, please reduce cutting parameter,

GREEMIL - EESE A -
R EEER I T R EalE -
[MEHHFEFRRSER AT R ER - BRI - SRSSLAEE - B - ERHNsFEE - HPEIFIFETHEE -
IR RIEL: =R M PIENE - BB B R E— IR -

HNAEINI T B3N R R - SREE I HIET -
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E168TX / E169TX 28 fulfil = i 2 @ S e 11T /)
High Performance End Mills

— T T T Code Mo, E168TX-0c Oc 52 Hardened Steel 40-TOHRC
Oc Lc L d AITISIN 1
) B a0 B .
4 11 50 5 .
5 13 a0 B .
B 16 50 B .
B 20 G0 B .
10 o), 72 10 .
12 96 75 1 .
16 ]z 100 16 .
a0 A 100 20 .
Type of Operation
rax .
Nz
Work Material
1|
S Cang |
. : {5 £ HRE
o R il S Code Mo, E1&9T X-0Oc Oc :-.:';'.: P GR? Lim -3 I:I'p'EIjStEE
Do Lc L d AITISIN Cpra: [ e[
e mm mm he EI&9TX it ﬁﬁ%ﬁtﬁe
B 20 A0 B . ERG W E4 30-3BHRL
B 25 100 B . Hardened3tee |
10 a0 100 10 # (L8 JB-4BHRL | o
12 a0 10 12 B ; 685 A @
16 &0 140 16 l 4B-ShHRE |
20 B0 160 20 . GRe Eﬁmdsm d
WL 50-GBHRL | o
GR7 Hardepad Stes ®
THH
MIBRE lor 1 ass Ston

Ttanum

oot B
S{BRIBly

M
SBIT bto ane tee |

T



FI68TX / F169TX tIElEt&EDRE

Side Milling  BIEtDA

it GR.E5 BE# GR.6 Bk GRT BkL®
T Mt Hardened Stesl Hardened Stasl Hardened Steal
sl L [3B-4BHRLC) [4B~E&HRC ) [56-6BHRC)
mﬂ]ﬁ% 150 100 50
Yo mdmin
Flak T ) RPH Feed ) RPM Feed ) RPMH Feed
Ton . il Feo R e R pal e T
: & [min-] [mm, min] [min-] [mm/min] [min-1] [mm/min]
EIGATH-3 | |5 800 | 200 10300 A20 a1 800 120
EIGATH- b | |12 000 | 300 A 000 a00 7 B30 135
EIGATA-5 5 9500 | 300 k300 A50 7230 140
E |GATAJE IEGATH-B G aooo | 200 5 300 az0 2200 173
EIGATHAJE IR TH-A A B OOO | 100 < 000 T30 | B30 ik}
EIGATAJE IBATA- 10 10 A a00 | 100 3 700 T45 | 300 IBS
EIGATAJE IRATA-12 12 A 000 | ORS 2700 T40 | 100 145
EIGATHAJE IBATH- 16 IR a000 | OO0 2 000 Tao A0 170
EIGATHAJE IBATHA-20 a0 2400 853 | BO0O Too BTO 170
_ ap: | 50 ap:| 50 ap:1 50
onEE 8
[mm} A
- de:0 030 de:0 030 de:0 0200
High SpeedSide Milling  SiFEIE LA
e i oy GRE Bk5 GR.& B3 GR7T Byk$
S baria] Hardened Steel Hardened Steal Hardened Stesl
[IB-4BHRC) [4B-E&HRCY [56-GBHRC)
mﬁj]}'ﬁ 200 150 100
“e m/min
Pl T RPH Feed RPM Feed RPrH Feed
i = memE R o i ] TS
; [min-1] [mm,min] [min-1] [mm/min] [min-1] [mm/min]
EIGATA-3 3 21233 | B20 158325 | 130 I0RIT &2
E IGATA-] i | 15825 | T25 Il 8344 | 200 T 8R3 477
EIGATH-3 3 12 740 | T30 89353 | 200 B AT0 310
E IGATX-B B I0GIT | 200 T 8R3 Too 5 308 530
EIGATX-A A T8R3 | 200 5872 Toa 88| 530
EIGATH-10 10 B 3T0 AR50 £ 7T B30 3 185 20
EIGATH-12 12 57308 A50 3881 B30 7 B34 420
EIGATH-1R IR 88| ao0o Z? BAR E50 | 83 1| 20
E I16ATX-20 20 1183 a0o 21388 B30 | 5383 420
_ : ap: | 50 ap: 1 50 ap:| 50
A g[
[mm) / . . .
—1as ded 01O ge:d 01O ae:00I0

# Mptices EI69TX is Long Length series End Mills, Flease adjust the parameter according

1.Flease work with good rigidity ¢ high precision facilities and collet chuck.,
Z.Plesse choose proper cutting fluid.

3.Thecutting data is reference value only, Pleese adjust it according toyour real working conditions,

4 If HPM i= lower the reference value the Feed rate [fz) and HFM should be reduced by the same proportion.

5. If wibration ococurs during cutting, please reduce cutting parameter.

A FE O TXRINEAFR RIS ] - SRR E =T R AR B REE) -

1 REEMITYS - FESE RS -
2 REEEAET IR EEEE -

3. ILEHHNEF R RSB R HIFITRIEEE - BRI - SRS SN - B - B FE - HHIRRETRE -
4. MNP ESISRERERATIEE - R B EE E ER R — I 7 EHE -
5. tNEIIN T b0 R a8 IR - FREEEIET -
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El66TX / EI6TTX fuRas (il#iy §5 5= = vl Lirst./)
Finishing End Mills

Code No. E1AATX-0c

Dc Lo L d MO.of AITISIN
_E 07 gy g by Flute El&&TX
3 B a0 B 4 .

4 11 50 B 4 +
] 14 a0 B 2 ]

B 16 a0 B B .

H 20 G0 H o #

10 i Tt 10 B .
12 26 T4 12 B .
16 48 100 16 o ]

20 el 100 20 B *
i R vl M i Code Mo, E1AYT¥-0Oc
Do Lo L d NO.of AITISIN
g mm mm hé Flute EI&7TH
o 26 A0 B G [ ]

B 36 100 B B .
10 4B 100 10 2 ®
1 b6 110 12 B .
18 GG 1410 16 G [
20 Th 160 20 2 .

Hardened Steel 40-TOHRC

H M 8
L

Q

Work Material

Ed
BRL | s o

{5 £ 20HRE
PIERT || -2 tied St

g (B8 ERIEAIHRL
H -4 yed e

L8 038R
BR% | ardeied Sheo

B IB-4EHAL | o
GRS Hardane dShee b

AR | o
BRE |uidomdsee | @

B{L 8 56-6BHRL | o
GRY Hardane d Shee .

154
MIGRE ey | asagen

HoE
SR Teanum

;]
8GRI,

[l |
GRI7 - s e St




F1646TX / EI&7TX BRI SER

E164TX Side Milling  RIEtDA

pa- GR.5 BBk GR.6 EEk# GR.7 B{t#
i it S Hardened Staal Hardened Steel Hardened Steal
ork Mataria [3B-5BHRE) [4B-B&HRC) [G6-BBHRLC)
tﬂﬂﬁg 150 100 a0
e mymin
ok T ) RPH Faad ) RPM Feed ) RPM Feed
S | omemE | omedr | oems | oseEE | oemr | eesE
2 & [min-] [mm,/min] [min-1] [m m/min] [min-1] [mm,/min]
EIRRTH-3 3 13500 | 5O0O 10 500 | 200 Ta00 B50
EIRRT A £ 9800 | 5O0 T 800 | 200 5 800 ERO
EIRRTH-3 3 Taoo | 580 B 300 | 200 £ 700 RS0
E IBRT -k B B OO 7 300 5 300 | 200 £ 000 | OO0
EIRRTH-A A A 800 7330 £ 000 | 250 J 000 | Ooo
EIRRTH-10 10 £ 000 2400 3200 | 900 2400 | OO0
EIRRTH-12 12 3300 7400 7 B0O0 | 300 2 000 | o000
E|IBETA-1R 15 2 300 2 100 2 00a | TOOo | 500 qoo
EIRRTH-20 20 2 000 | 900 | BOO | 400 | 200 A30
7 g 5 ap:1 50 ap:1 50 ap:1 50
[ = =3
[mm} -
- ae:l 1D ae:0 050 ae:0 030
E147TX Side Milling  HIEDA
et GR.5 ER{L& GR.6 FEk# GR.7 L&
S T Hardened Staal Hardened Stesl Hardened Steal
ork Mataria [3B-4BHRC) [4B-SEHRC) [SE-EEHRC)
WAEEE g3 5 a0
o my min
Pl THE ) RPM Faed ) RPM Feed ) RPM Faed
o = omemr | eeEE | oDemE | elE | Dedmr | kelE
: = [min-] [mm/min] [min-1] [m m/min] [min-] [mm,/min]
EIGTTH-B B 2100 530 | 300 aoo | 350 730
EIGTTA-A A | 200 550 | 200 alo | 100 250
EIGTTH-10 1] | 5O0O 330 | 1530 340 | ooo 260
EIBTTA-12 12 | 300 320 | 000 280 a00 230
EIGTTH-1E G 9A5 50 Too 230 B0O0 200
EIGTTH-20 20 a00 aa0 ara 210 A80 |60
P =| / ap:a 0D ap:3 0D gap:a0D
[mm) / . : :
e ae:l 1D ae:0 050 ae:0 050

n b ool bl —

o B Q] k] o—

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.FPlease choose pgroper cutting fluid.
.The cutting data is reference value only, Please adjust it according toyour real working conditions,

If RPM is lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.

f wibration ocours during cutting, please reduce cutting parameter.
GRERRES - BEEREETEE -
Pre A 0 T iF T R e ElE -

[AEHEIEF R PR SRR I R REE - BEITE - SRS SR - B - EAWNsFEE - HUHIRITFETRE -

NNEHR SRR RRAPIENE - B ERRE B R5 R E— b MIEE -
EDHIDN TAF0NSREE SRR - SREE AT -
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Apperance

Code No

Carbide

Coating

Helix Angle

B222X

MG
Carhlde

AITIN
X-HNaMo

(i |

ol
e

SRR Z VA

Ball Nose End Mills

B232X B252TX
B242X  B243TX
B245X  B254TX

MG SMG
Carblde Carhlde

AlTIN AlTISIN
X-Ha Mo TX

%ﬁnﬂ A

o

B272TX B273TX  B25ITX

SMG SMG SMG
Cerblde Cearblde Cearhlde

AlITIN AITIN AITISIN
¥-MeHo X-MeHMo TX

%Em* % 25"

No.of Flutes
21

S2

&

& & |6



B24ITX B253TX B254TX  B250TX

SMG SMG SMG UMG
Carblde Carhlde Cerhlde Carblde

The Art of Cutting

AITISIN  AITIEIN  AITISIN  AITISIN
TX TX TX TX

T [l [T [ oo

& % |6

=2
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B222X B s EE 8 IEmt.f)

' Ball Nose End Mills

= I S e

Code Mo, B222X-0c

Dc R Lc L d AITiN
_E 03 +0 C1 M M hity B222X
0.1 005R 0.2 50 4 L
0.2 0. 1R 04 50 4 *
0.3 0.15R 06 50 4 .
04 0.2F 08 50 4 .
05 0.25R 1 50 4 L]
0B 0.a3r 2 50 4 ]
0.r 0.35F 14 50 4 .
08 04R 16 50 4 .
045 045R 18 50 4 L
1 05F 2 50 4 .
1.2 0GR 24 50 4 .
14 0.7R 28 50 4 .
1.8 0.75R 3 50 4 L]
1.6 0AaR 32 50 4 .
1.8 0.a9r a5 50 4 .
2 1R 4 50 4 .
25 1.25R G 50 4 L
a4 1.5R B 50 4 *
4 A, 2R B 50 4 .
3 15R B 50 B *
35 1.75R B 50 = .
4 2R H 50 B .
4 5 2.25RF 10 50 B .
5 25R 10 50 = .
55 2.75R 12 50 G L
B AR 12 50 B *
65 3.25R 14 B0 H L
T 4 5F 14 1] H .
Th 4. 76R 14 B0 H L
B 4R 14 1] B .
BA 4 28R 1H T2 10 .
2 4 5R 1H 72 10 .
R 4 TaR 1H T2 10 L
10 SR 18 T2 10 .
11 5 AR 22 T4 12 L
1 ER 2] 75 12 *
14 B AR 26 30 16 L
14 TR 26 90 16 .
148 TAR a0 90 16 .
16 HR an 100 16 .
17 B AR 34 100 20 L
1H 9F 34 100 20 .
14 9 5R 38 100 20 L
20 10F JH 100 20 .

R+l 0l

Le

Work Material

Steel < 48HRC

GRI

£
arhan hee

GR2

{E5 R HRT
Lo e St

GRI

o ZARSIHRE
H -4 yed e

GR&

{8 30-3BHRL
Hardene d Stee

GRE

B3 3B-4BHRL
Hardane dShee

GRE

WL 48 SR
HardenedStas

GR?

B8 56-GEHRL
Hardane d Shee

GRE

GRI%

THH

3 i ea Stee

G &
TEanum

GRIE

i
H ke

GRIY

IHEA

Hek- ras Lank Shaa




B222X YEHEHSETR

Recommended Milling Conditions

General processing E&ILT

et SR LEE_.H&‘E;E-E R 3 moifl | GRaIBLE | cRAEEER | oo
i T AT awW-3 ayed Slee | H -3 ayed Sles Haidaned Slem Haidaned Slee Srie
[-26HRC) [-30HRC) [30-IBHRL) (.38 -4BHRC)
MR BO-0.6 20-60)B01-0.6 2-60|B07-0.6 20-60| 00— 0.6 20-60 [ BO.-06 20-60 | @0.1-0.6 20-60 [B0.1-
Wo m/min B0.g-20A40-120| @0.A-20 A0-120 | B0.A-20 A0-100 | EY0.8-20 GO-BO| 00.8-20 GO-70 | ©0.8-20 GO-A0 (@
il Ty | _RPH Fead RFH Fead RPH Fead RFH Fead R FH Fead RFH Fead |
comna | o | mARE| 5T | RHRE | 25T | DHAT | bARE| BEAE|LEE | DURT | 2R 0S| DHRE | LnAE
[m o] ([onfm el [mad] ([enfae)f moad] ([enfan| [mod] fondan| |moe-l] fjondang] |moe-l] | ondnon
B222+-R0O 03 01 |32 000 140 (32 000 (40 |32000( 140 (320000 120 |32 OOOf 120 (32 OO0 |OO
E222+4-R0O | 02 |32 000 |0 (32 000| IGO |32000( I1s0 (3Z000) 140 |32 00O 140 (3Z 000| 120
B2224-F0O I3 03 |32 000 200 |32 000| 200 |32000( 200 (320000 200 |32 OOOf 200 (32 00O| ZOO
BE2274-R0O 2 04 |32 000 296 (32 000| 288 |32000( 330 (320000 330 |32 00O 205 (32 00O0| 330
B22%4-R0O 25 05 |32 000 395 {32 000 385 |32000( 330 (320000 330 |32 OooOOf 205 (32 O0OO| 330
E22Z4-F0O 3 O0& |32 000| 480 {32 000| 480 (32000 400 (32000 400 |32 00O0f 265 (32 000 400
B2274-RO 4 08 |32 000 550 (32 000| 330 (31500 40 (315000 406 |27 500f 280 (31500 40R
BE2274-RO 3 | |31 500 564 (31 500| 5kJ |25000( 412 (230000 412 |22 000f 286 (23000 412
E2274-RO G |2 |28 (80 570 |28 1890( 370 |23 6880 410 (Z23880( 410 |18 380 300 |21 250( 410
BE22Z4-RO T3 |5 |2k 230| 5TA |26 250( 378 |Z0@GO| 418 (ZO0AB6Oy 418 |14 800 302 |ZO0AGOD| 418
BE2274-RO 8 I8 |21230) SA0 |21 230( 380 |ITRBO| 424 (I1TBBO| 424 |12 380) 305 |I1T¥E90( 420
B2274-RI 2 |21 000 582 (21000 SA2 |I6TZO| 425 |16 7200 423 |11 000f 310 (I&T20| 423
B22Z4-F1 23 25 /15730 59 |I13750| S896 |125680( 430 (12 5800 430 |B900f 316 [IZ580| 430
E22Z4-R1 3 3 |0 300| BI0D | 10500 G20 | @450 ) 433 | BA50 | 435 | 7400 322 | 8450 | 435
B2274-R1 T3 15 /9840 | B2Z5 (8B40 | BRI | 7330 | 440 | T350) 440 | 6400f 330 (7350 440
B2224-R2 g 8250 | BRI0D | 89230 | B30 (R 3S0 | 4492 | BASO | 442 | 5350 342 |6 350| 442
B2224-F1 23 45 |AR0O0| BAS |ABEOD| B3F | S7TO0| 445 (3700 443 | 5100f 355 (3700 443
E2274-RI 3 3 TH50 | BAD | F950 | BRAOD (3095 4497 | 5083 ) 447 (4460 37T | 5083 447
B22%4-R2 T3 35 |6RO0| BAS |G ROOD| BAS | 4630 | 450 (4650 430 |4050| 380 (4650 450
B2274-R3 B 3300 | BTOD | 5300 | GYOD (4200 43 | A200) 465 (3700, 380 |4 200| 465
B22%4-F3 3 T q600 | 730 (4600 ( Y30 (3700 510 [3F00f 510 (3200 420 |3 rOoO0( 510
B2274-R4 il 1850 | TBO | 3950 | T80 (3150 533 | 3150 555 (2750 435 |3 150 555
B2274-R4 3 8 1550 | TR | 3550 | YRS [ 2AB25 | 540 | 2825 ) 540 (2450 440 | 2825 | 540
B2274-R3 I0 (3150 ¥45 |3 150 | 743 | 2500 | 525 | 2500) 523 |2200f 430 (23500 523
B2274-R3 3 [l 2800 Y20 (2800 720 | 2300 505 | 23000 S0O5 |2000f 430 (2300 SO3
BE2274-FE IZ |2850( vOO |Z26R50| 7OD |Z2100f 490 | Z2100) 480 |1 ASO| 430 (2 100 490
E2274-RE 3 I3 | 2450 G55 | 2450 | B35 | 1960 | 460 | I860 ) 480 | 1 730 | 400 || 860 | 460
B2274-RT |4 |2300( 610 |Z2300| GID | 1A30| 430 | I830) 430 | 1 B20| 375 | 1830 | 430
B227A-RT 3 I3 (2150 565 |2 150 563 | | 700 | 400 | 1700 400 | 1500f 350 (| 7O0 | 400
BE2274-RA |G | 880 | 525 | 19890 | 525 | 1580 370 | |SABO) 3r0 | 1380 325 | 15680 370
B2274-RA 3 7 | 880 | 485 | 1 B8O | 495 | 1500 330 | | SO0 3so (1320 305 | | 500 | 350
BE22724-R8 i} | 780 | 470 | 1780 | 4r0 | 1420 | 330 | 1420 330 || 250 280 | 1420 | 330
BE2224-F3 3 18 | 680 | 495 | |BBO| 445 | 1340 310 | 1340 310 (1180 273 | 1340 310
B222+4-F10 20 | 580 | 420 | 1580 | 420 | 1260 | Z80 || 260§ 280 (1110 | 260 | | 260 | 2890
gp:0 10 gp:0 10 ap:0 10 ap:d 1o ap:0 10 ap:0 10
DAEE e w .
[ mm) it ;:f-" ag<10 D az;< | 0 1D ae<1 010 gei<| 010 | ae:=| 0050 | 8&:<1 0030
e 21020 21020 21020 210z20 21010 2l 010

on b 0] R =

o f 0] k] o=

.Please work with good rigidity ¢ high precision facilities and collet chuck.,

.FPlease choose proper cutting fluid.

.Thecutting data is reference value only. Fleese adjust it according toyour real working conditions,
.If RPM is lower the reference walue, the Feed rate [fz] and RFM should be reduced by the same proportion.
If wibration ococurs during cutting, pleese reduce cutting parameter.

GREAMITYS - EESRE RS -
REIEER I TR R EElE -
[METHFEFERPSER AT R ER - BRI - SRS SR - B - EREsFEE - HPEIFITFETHEE -
MNEE SRS R M P S - B RG] — I R, -
- EEIIN T hFhnRE2 iR - SREEHNET -

570

15 750

15 T30

o 600 | 635

-ﬂ . an

m

10| B0.8-20 100-120

@A0.1-0.6 25-75

Femd
| RinHE
_ In I'I."H-I'l;l

180

200

00

480

<80

-E :- .. m

580

R0

o0

710

T3

20

L an)

T3

6D

ThO

TS

7o

ST

Ta0

00

aro

- os5g

970
‘BA0

il

R0

an

o

RAD

630

280

560

330

500

ae:=1 0 10

=1 02D
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B232X [ B242X / B24oX BHWUEEEEEIIE)

' Ball Nose End Mills

— e T Code Mo, B222X-0c R0 01 Stepl < 43HRC
Dc R Lo £ d AITIN \" — H M s
-EI}E +0 01 gl Mt Fiet B23Z2X e e e O |

15 0.75R 3 50 g . |
2 1R 4 B0 5 .
25 1 25R 5 B0 B .
3 16R B 70 g . =
4 IR B 70 g .
5 7 5R 10 B0 B .
B R 12 Bl 6 .
7 15R 14 100 A *
B AR 14 100 ;] .
9 4 AR 16 100 10 *
10 5R 18 100 10 .
12 B o 110 12 .
14 TR 76 120 16 .
16 BR a0 140 16 . 1) —
20 10R A 160 20 . | d |
R T T Code Mo, B242X-Dc RO _
Da o Lo L 4 AITiN \.. iz Work Material
B oz +0 01 mm mm hi B242% B8 ]
1 05 y 70 3 . 3 L&a;h;g; |
2 1R 4 70 3 . &5 £ <HRL
P(GR? [ ]
3 16R B a0 4 . Liny -3 e S
4 IR B Al 4 . BR] B5 ERIHRE °
5 7 5R 10 100 B . ol H -2 ayed3tee
B £]=] 12 100 B . ERG Wt 8 30-JBHRC °
) AR 14 130 A . Hardenad St |
10 aF: 1H 160 10 # oS B3 J8-4BHRT ®
1 GR i 160 12 . Hardene d Shes
15 AR a0 210 16 . N i at-sotve
20 10R A 210 20 . BRE | dondShae
Bpy W3 56- GBHRT
Hardene d Shaa
THH
MIBRE ety iasesm |©
M T T Code Mo, B24A X-0c
Dc R Lo L d AITIN
-El}i +0 01 1alng aligl R B2
2 1R 4 100 3 .
4 IR A 130 4 .
B 1= 14 160 5 .
B AR 14 160 B .
10 5R 16 201 10 .
12 ER 27 210 12 . 1
AN g
gk
BRI i
i
S(GRIE H ke
ifzF
L

25



B232X / B242X [/ BR46X tTEIHE (- SE R

Recommended Milling Conditions

General processing E@ILT

¥ Notice; B2a 2 BEB244X is Long Length series End Mills, Please adjust the parameter according

1.Please work with good rigidity  high precision facilities and collet chuck.,
Z2.Pleese choose proper cutting fluid.
2. Thecutting data is reference value onky, Please adjust it according toyour real working conditions.
4. |1f RPM iz lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.
o, If wibration ococurs during cutting, please reduce cutting parameter,

#iF BB 242 XRE2e0 ) RINETFRIIET - AT IRE = R AT DR 80 -

1. RERMEE - EESE RS -
2. REEER L T r sl -
3. AT R SER IR R EE - BRI - (RS SR - B - BEANsFEE - HUHIRITFEITAE -
4 MRS F IR TR TIEE - Al SRR B BRI ] — I M ERE: -
5. HNEINN T hrh0 a2 iR - SREEEANET -

. GR.Z{ES£¥ |GRI E5 T8 | GRa BLE | GRS BLE i
W iﬁﬁhfj i3l EGE.] lﬁé;ﬂ | Low-3 oyed51ee| H -3 owed Slee | Haidened Slee | Haidened SLee S?H'.?mﬂl |
Shiih T | S HE] [-30HRC] | [30-3BHRC] | [3E-4BHREC) |=MEs5=1EE
HIAEE |00 |00 55 BS 55 BS
Yo msmin
Fhnk oy | RPH | Faed | RPM | Feed | RPM | Feed | RPH | Feed | RPM | Feed | RPH | Femd
T O, |BEEE 2RAF| DRIE) ZRAT | DHRE| 250F | DUAT) ERAE QHAE ZRAE| DNRE) 250E
; El lmnl] |lonmn)| [mnd] [ondmn)f Jmad] (nnfnn)| |mad] ||nndn nf |mnd] {lonfnng [mnd] {lnndn
Baa2MMd s ROS | |25 zo0| aeo |25 2o0| 460 |zoooo| 9zo |zoooof 9zo |i7eoo| 225 |Zoooo| 920 |25 zoo| 480 |25600f SEO
B232% RO.75 |5 |I6640| 480 |i166840| 460 |i13e00| 320 [13soof 3zo |11 8ao| 225 |13 600 560
B2324M2424/BMEX 1| 2 |17400| 480 |12 4o0| aeo0 |ioooo| 320 |[ioooo| 3zo | @eoo| 230 [i0ooo| 370 |17 goo| 4eo | 15200 SEO
B232% R1.25 25 (12400 460 |1Zaoo| 480 (@60 320 |8 ieo| 320 |7 20| 230 |8 1s0| 320 -}fi.u.:{-Eu 560
BaA2MM s 1.5 3 |64o0| soo0 |6aoo| soo |s7Ye0| 325 |G7ED| 325 |S920| 230 |G7e0| 325 |A4o0| so0 |ioooo| oA
B192%/BI4BMEY B2 4 |6360| So0 | G060 | soo |soeo| 355 | soeo| 355 |aaqo| 300 |soeo| oss _? 500 GoA
B2A2MI4 L R2S 5 |EJE0| 500 |60 | SO0 |4070) 355 |4070| 355 | 3568 | 300 (4070 | 355 |G 360 500 | 6120 &OA
B232M4/BMEX RY| & |4240| 535 |4240| 535 |330| 370 | 33e0| 370 | 280 310 | 3360 | aro _E:E.:m - B40
B2324M24B/BME Rd| 8 |3 160 630 |3 160 | 630 | 2520 445 |2520| 445 |z z00| 360 |2s520| 4495 (3 160 630 | 3600 TEO
BI324/B2424/BME% S| 10 |2sz0| soo [2s70| soo [zoon| azo |zooo| azo | i7eo| sap | zooo| azo _‘aﬁnﬁ 70
Ba32/B24B/BMEX R6| 12 |2 120| 560 |2 120| 560 | 1e@O| 390 | 16@0| 390 | 1480 340 |1 se0| 390 |2 120| SAO0 | 2530 GO
= e P L
BB R 6 | 1590 420 | 1590 420 | 1260 295 | 1260 295 |1 10| 260 | 1260 | 235 _ 1820 500
B2A2XM4E R 20 | 1270| 335 | 1270| 335 | 1ooo| 290 [ ooo| 230 | eee | zoo |1ooo| 3o | o2rof| 335 | 1520 aoo
i I ap:0 10 ap:0 10 ap:0 10 ap:0 10 ap:0 10 ap:0 10 HPIE
[mm) )
- ae:0 20 ae:0 20 gel 20 ge:0 20 gael 10 gael 10 ae:l I0

25
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B262TX / B263TX / B264TX flgi8 i fhl =R B 8 L 5t ./)

l Ball Nose End Mills

m —] Mm|n P o3

12
14
16
20

e e N T

1
il =
e B 3 |
[t

i o

I =] M n fe W B3R

— e R
[ Y N e A e Y

20

B B ———e)

Dc
B
SRR

Tl n | fa I B3 —

]
16
20

10R

0 01

0.5F
0.7ak
1R
1.25F
15K
2R
28R
]
4.5F
4R

4 AR
SR
B
TR
HF
10R

0 01

0.5k
1R
1.5R
2R
28R
4R
4R
s
BF
HE
10R

il

v

14
14
18
18
22
2B
30
48

gl

a0
a0
a0
50
a0
a0
a0
a0

50

50
50
50
50
50
50
&0
50
50
60
o ?E
72
75
30
100
100

el

50
50
B0
B0
70
70
HO
B0
100
100
100
100
110
120
140
160

gl

70
70
B0
HO
100
100
140
160
180
210
210

Code Mo, B2&2TX-0Oc

d AITISIN
Fiet B2&2TX

I=
| ]

== e Rile e e PR S SR ol R S S R S S S S

Code Mo, B243TX-DOc

d AITISIN
bt BZ&aTH

Lo T o e R i R R
L 2

ma)

10
10
i
16
16
20

Code Mo, B2&4ATX-0Oc

d AITISIN
Fies B2&aTX

FR+00I

Le

Srepl < SFHRC

P/H MKMHN S
O
SMG AITISIN
Carbl de TX

Yo P

2 L

Type of Operation

] K7
zdl

Work Material

Ed
BRL | s o

{5 2R AL
PIERT || -2 tied St

g (B8 ERIEAIHRL
H -4 yed e

L8 038R
BR% | ardeied Sheo

ERS B3 3B-4BHRL
Hardane dShee

e 1L 48- R
HardenedStas

Bpy B8 56-GEHRL
Hardane d Shee
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B2&2TX / B2&3TX / B2a4TX tIBEIErSESR

General processing Z@ILT

Recommended Milling Conditions

i GR) 53 GRZ{E&&H | ORI EEEH | GRa BILE GR.5 FRl.E GR.6 FYEE GR.T Bk
e el e Low-allcyed Sleel | Hi-alloved Steel| Hardened Steel | Hardaned Stasl | Hardened Stesl | Hardened Steal
[-24HRC) [-3DHREC) [30-3BHRCY | [3B-4BHRC) | [4B-S&HRC) | [S6-GEHRC)
LT @0.1-0.6 30-E0@0.1-0.6 30-G0[@0.1-0.6 30-60| @0.1-0.6 30-60| @0.1-0 5 30-60 | ©0.1-0.6 23-46| @0.1-0.5 20-35
Yo omymin &0.8-20 B0-120@0.6-20 BO-120@0.6-20 B0-100| @0.B-20 73-800 @0.B-20 BS—70| &0.B-20 4B6-60| &0.B-20 3542
g | FPH | Femd | RPM | Femd | RPM | Femd | RPM | Fmd | RPH | Fmd | RPM | Famd | RPH | Food
I OF | mua | naw | DMAE | REOE | DMIE | RSE | DME | LROE | DEAE | GGOE | AT | 25O | 2MRE | 2EaE
[mad] | |omnn)] med] | aedmn)) mon-l] | ondnn)| [mon-l] | enfnn | [moedl] | endnn) | mad] | ondanl | [moad] | endnng
B262Ta-RO0S 01 {32000 20 32 000 20 32 000 a0a A2 000 250 24 500 160 24 500 1oa 24 500 a0
B262Ta-RD1 02z|32000 a0 32 000 a60 32 000 20 A2 000 280 24 500 180 24 500 100 24 300 T3
B262Ta-RO1S 03|3z2000) 400 A2 000| A00 32 000 AR5 A2 000 0o A2 000 180 24 500 1oa 24 500 T3
B262Ta-RD.2 04|3z2000) 450 A2 000 | As50 J2 000| A0o 32 000 320 A2 000 200 24 500 130 24 300 113
BaB2Ta-RD.25 05|32000)] 485 32 000 | 485 a2 000f 440 32 000 3e0 42 000 230 24 500 150 24 500 130
B262Ta-RDG 06 |32000 530 32 000 530 a1 500| 480 A2 000| 400 A2 000 260 24 500 17a 23 300 150
B26iTa-R0g 0a|3z2000 BOS 32 000 O3 a1 500 330 20000( 400 27 000 2T 19 000 185 14 000 140
B2 ARG aTAB2TE-RO5) | | 32 000 BAO 32 000 A0 a1 500 G20 23 000( 400 22 000 280 19 000 200 14 000 130
B 262 T /B 26 3TH-RO TS | 5|32000| &AO J2 000 BAO 1 500 G20 253 000| 400 22 000 280 19 000 200 14 000 1ad
B 262 Ta B 26 3T B 2 B TH- R 2 15 000 TRS 19 000 TES 15 500 G20 12 500 400 11 000 280 8 500 200 T 100 135
B 262 TA 26 3TH-Ri .25 23| 19000 ThI 19 000 TES 15 500 G20 12 500, 400 11000 280 8 500 200 b 360 135
B262 T B23E T2 TH-R158) 3 12500 TRS 12 500 TES 10 500 B30 A A50 A00 7400 280 B 330 200 4 100 140
B2 TarB2GETAE2EMTA-R? | 4 83500 TRI 83500 TRS ¥ 830 630 B 350 4350 3 330 aro 4 730 270 3500 1ra
BB T B23ETHB2E4TH-R25| 5 T eO0O 50 700 a350 B 350 B30 a 050 430 4 450 arn 3800 280 2 Be0 |
B2 Ta RGBT B 2B TE- R 5 = B 350 A50 B 350 a350 3 300 B30 4 200 A0 3700 380 3130 280 2300 IT3
B 262 T B 26 3TE-Ra.5 T 2030 9350 3030 350 g B30 70 q B350 s00 3 200 420 2730 05 2 000 180
B 262 Ta B 23 6T B 2B T R i 4750 1050 | 4750 | 050 | 3830 a0 q 150 530 2730 430 21330 125 | TO0 200
B 262 T B263TA- R 5 g 4 250 | 000 | 4250 | 000 | 3 530 Th0 2 B350 5335 2450 4490 2120 330 | 350 200
B262 T B 23ETA B 2B TH- RS 0 | 3800 850 a800 850 q 150 740 2500 525 2200 430 | 800 330 | 400 200
B 262 Ta B2 ETA B 2B TE- R B 12 | 3150 aa0 3150 a30 2 B3l oo 2 100 430 | B350 430 1 350 ai0 | 100 180
B 262 T2 B263TH-RT 14 | 2700 &0 2700 A&0 2 250 GT0 | a00 q75 | 530 380 1 350 o0 a53 1ad
B 262 T B2 ETA B 2B TH- R B I& | 2350 B0 23350 a0 1 850 B0 I 350 AT5 I 350 a80 1 150 265 A35 IT3
B2G2 T B236TA/B2 04 TH-R10 | 20 1 500 ThO | 500 TR0 1 750 arh | 400 430 | 100 330 a53 250 BRI Iva
| 1 ap:< | 0050 ap:<| 0050 ap:<| 0050 ap:<| 0 050 ap:<| 0 050 s .
; ap 21010 21010 21010 21010 21010
I;E[Iif}'% Wi ae.<| 010 ge:<| 010 ae<l 01D ge:<| 010 de:<| 0 10 . .
-7 =1 01D =10 1D =10 ID =10 1D =10 1D ae:0 070 ae:0 07ab
High-speed machining Si®I0T
WM |4 GR) I GR2{E&EH | GRIEEEH | GR4FREE | GREM@EE | oRoMEE | oR7ELE
M e Pahns Eies Low-allcyed Sleel | Hi-alloved Steel| Hardened Steel | Hardaned Stasl | Hardened Stesl | Hardened Steal
[-24HRC) [-3CHRC) ([ap-3BHRC) | [3B-4BHRC) | [4B-B&HRC) | [S6-6BHRC)
T T i @1-3 157-198 | @1-3 157-196 |&@1-3 155-165 | @1-3 140-1e0 | @1-3 125153 ( d1-3 100-113 | @1-3 79-07
o m/min A4-20 226-300 | @4-20 226-300 |B4-20 195-250 | A4-20 1BB-220 | B4-20 1T0-160 | @4-20 136160 | &4-Z0 115126
il 7] RFH Fad R PH Fead RFH Fead RPH Fead RFPH Fead RFH Fead RPH Fead
3 OF| maae | 25T | DRT | 259 | DHIT | RRE | DERE | GGOF | DRI | B5RE | DHAE | BRAE | BEAE | mERE
[mad] | |ommn)] med] | andmn)l moo-l] | ondnn)| [moo-l] | enfan | [moe-l] | ondnng | mad] | ondan) | [mad] | endnng
B262TAvB263TAB26TH-RD5) | (S0000| ZBO0 (SO OO0 2000 |S0000f 26800 |SsO000) 2500 (A7 SO0 2200 |(32000( 1400 (25000 | OO0
B 262 T B 26 3TH-RD TS |3 (41800) 2800 (41 800 2800 |33 000 2 600 ({30000 2 500 |26 500 2 200 |24 000 ( 1400 | 189500 ( | 000
B 262 Ta B 26 3T B 2B T R 2 [31300) 3500 (31500) 3500 ({25000 2800 ({24500 2500 (23500 2250 (170O00( 13500 | 12500( 1000
B 262 T B 26 3TH- R 25 23(41800) 3500 |41 800 3500 | 21 000 26800 {20000 25000 ) 189500 (| 2200 | 14000 ( 1300 | 10 000 950
B2G2Ta/B236TA/B204T4-R15| 3 | 21000 3500 (21000 3500 | IeS00| 20800 | I6000f 2500 (15500f 2200 | (1000 1500 | 8400 850
B262 T B2GETAB2ETE-R2 | 4 16000 3700 | 18000 3700 | 1S500| 3200 | 15000 2700 |\ 13500( 2400 | 11000) 1800 ( F900 | 000
B262 Ta B30T 2EMTA-R 25| 5 15500 4000 | 15500 4000 | 15000 4000 | 14000( 2000 ) 11000f 2300 | 10000) 2000 (7600 | 200
B262 T B 23ETA B 2B TH- R 3 = 15000 4800 | 15000 4800 §j 13500 4300 | 11500f 2700 | 89500 ( 2200 | 9500 | 2200 | B&OO | 050
B 262 TA B 23 6T B 2B T- R i Il 500 | 3600 | 11500 3600 | I0D0O00f 3200 | 8800 | 2000 | T 100 | 700 | T 100 | 700 | 4500 aa0
B 262 T B 256 T /B2 4 TR 5 0 | 8500 | 3000 | 8500 | 3000 | 8200 | 2500 | T 100 | TO0 | 5 rOO | 300 | 5 vOO 1 300 | 3 500 roo
B262 Ta B 236 T B 2B TH- R B 12 | F8900 | 2450 | 7800 | 2450 | 6800 | 2 100 | 58900 | 350 | 4 OO | 000 | 4 roo | 000 | 3300 580
B 262 T B 256 T/ B2 4 Ta- R B It | 5500 | 800 | 5500 | 800 | 5 000 | 300 | 4500 | 000 | 3 500 a00 3 500 aon 2 450 400
B2G2Ta/B236TA/B2E4TH-R10 | 20 | 4700 | 300 | 4700 | 300 | 4 000 1 200 | 3500 a00 2 800 B30 2800 G50 2000 310
DAEE > _,-'_.-___.-"_.-_.-:'p ap:0 020 ap:0 020 ap:0 0270 ap:0 020 ap:0 020 ap:0 020 ap:0 020
tmm) - ge.0 020 de.0 020 ae:00z0 ge.0 020 ded 020 ge.l 020 ge.l 020

¥ Motice; B2a3TXH/B204TX i Long Length series End Mills, Pleese adjust the parameter according
# F EB2o 3T/ B2o4 TORNEMFPIET] - RIS A= HhERE AE T RhE s -




B272TX g8 (il it <5 /m (5] pR Lt /)

' Ball Nose End Mills

L e i I Code Mo, B2T2TX-0Oc F+0 007 Hard ened Steel 40-70HRC
Dc R Lo L d AITISIN 3
B +0 005 mm mm hS B279TY B
0.1 0.05R 0.1 40 4 . B
02 01R 02 A0 4 .
0a 0.15R 0.3 40 4 . g
04 02R 04 A0 4 .
0& 0 25R 05 400 4 * S
0g AR 06 40 4 .
nA 0AaR i A0 4 .
1 05R 1 40 4 .
15 075R 158 40 4 *
2 1R . 45 B . ,
25 1 26R 25 45 B . ; -
3 15R 3 45 5 . ..
4 IR 4 45 5 .
5 2 5R 5 500 F *
= IR = 500 5 . Type of Dperatlnn
B AR z 50 B .
10 5R 10 72 10 . @
12 R 12 75 12 . g

# Buitable in: Heat-shrinkage shank

# EA - MyETIHEE ﬁ
%

Work Material
1|
BRI |0t 1 St

i 15 b 20HRE
B273TX FREBATE I B E I P ERZ [y 3 oo Stae

' - Bo ERIHRL
Ball Nose End Mills BRI [} G

ofG {8 30-3BHRL

— T T Code Mo, B273TX-0c R0 005 H&Eﬁ;iﬁw
D R Lc L d AITISiN ; R tedst | ®
B0z +0 DO% M M hS B27aTX : o B{E 3 48 ShHRE °
i 05R 1.5 50 4 . Hardene d St
15 0.75R 2.5 50 4 . B Bt 56- GEHRC °
2 1R 3 50 B . Hardeie d Shas
25 1 26R 4 50 3 . THE
3 1 6R 4.5 70 B . MIGRR tovs hase g
4 IR B 70 5 .
5 7 5R 75 B0 5 .
B R q B0 B .
] 4R 12 100 A .
10 SR 15 100 10 .
12 BR: 18 110 17 .

I
EmE'Ttaﬂum

;]
S|BRIb 7

[l |
BRI |t s it St

24



B2T2TX / B273TX tNEEHSER

Finishing 30T

Recommended Milling Conditions

i ot GR.5 Bk GR.6 B GR7 E{E#
T M s Hardened Steal Hardened Staal Hardened Staal
ork Materia (3B-4BHRC) [4B-5&HRC) [GE-6BHRC)
mﬂhﬂg 130 120 a0
Yo mimin
Flp THEE ) RPM Feed ) RPHM Feed ) RPH Feed
S TE | e R s f R e R
; [min-] [mm/min] [min-] [mm, min] [min-] [mm, min]
BZT2TH-RO 75 05 0 000 700 IT 00O SO |7 000 EO0
BIT2TH/BZTITH-RO 5 | 30 000 BOO 15 000 750 |5 000 750
B2T2TAIB2TATA-FO T3 | 5 |18 000 | 400 13 000 900 14 000 =l
B2T2TASBZTATH-F | A |15 000 | BO0O 11 000 | 200 14 000 | 260
B2TATA-F 1 23 23 14 000 | FOO 13 000 | 300 10 000 | 200
B2T2TAJBITIATA-RI1 3 3 13 000 | TOO 12 300 | 300 10000 | 200
B2T2TAIB2TATA-F2 b | |l OO0 | BADO 10 000 | R0 T200 | Oa0
B2T2TAIBZTATH-R2 3 5 |0 000 | OO 9 s0O0 | 440 B AOO | 080
B2T2TABZTATA-FI B B 900 | 450 B 400 | 280 800 9e0
B2T2TABZTATH-F4 i} 5 200 | 200 £ 800 | 0RO J600 Taa
B2T2TAIB2TATHA-F3 10 d 100 | 030 J a0oa a10 2800 Toa
B2T2TAJEZTIATH-RE 12 1500 910 3200 a00 2400 600
_ ap:0 020 ap:0 020 ap:0 020
KN A F:;,.,,/;,l:n
(mm}
ae de:0 020 ae:0 0Z0 de:l 0Z0
High-speed machining SiFE0T
ot GR.5 @{k& GR.& {8 GR7 fE{l§
et Hardened Steal Hardened Staal Hardened Staal
[3B-4BHRLC) [4B-5&HRC) [G&-GBHREC)
mﬁﬁ% 235 130 115
o mSmin
Flp T : RP™ Faed : RPH Feed y RPM™ Feed
S TE | memme R e R e R
R [min-] [mm/min] [min-] [mm, min] [min-] [mm, min]
B2T2TA-F0O 25 1] 50 000 | 450 A0 000 | 100 A0 000 =]
B2T2TAIBEZTAT=-RO 3 | 30 000 | OO 24 000 2 000 21000 | TO0
B2T2TASBZTATHA-FO T3 | 5 3o ooo 2400 |7 000 2 000 |5 000 | 700
B2T2TAIBZTIATHE-F | ? 28 000 7 A00 14 000 2100 12 200 | 800
B2TATA-F1 25 2a 24 000 7 A30 12 300 2100 10 500 | 800
B2T2TAIBZTATA-R1 3 | 21 000 3 000 10 500 2 200 000 | 750
B2T2TAIBZTATA-F2Z b | 18 000 3200 S o0o 2 300 7800 2 000
B2T2TASBZTATH-R2 5 5 15 500 3 300 T a00 2 500 B AOO 2 000
B2T2TAIB2TATHA-F3 B 13 000 14350 B 300 2 500 sToo 2200
B2T2TAJEITIATH-R A 8 500 3 000 3200 2100 4 500 | 800
B2T2TAIB2TATA-F3 10 T 500 2 500 £ 200 | 200 aroo | TO0
B2T2TAB2TATA-FG s B 200 7 000 3 600 | OO 3100 | 430
_ ap:0 070 ap:0 070 ap:0 020
I =g ap
[mm}
N de:0 020 gae:0 O0Z0 de:l 0Z0

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.Please choose proper cutting fluid.

If RPM iz lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.

1
2
2. Thecutting data is reference walue onky, Please adjust it according toyour real working conditions.
4
o

f wibration ocours during cutting, please reduce cutting parameter.

GRERMITEL - ARSI RE -
REEER I T R Al -

MNEH SRR RARAPIENE - B ERRE 25 E— b IEE -
NI T R3NP R - FREERHNET -

1
2
3. ILEHIRT =R RSERNEHIRT SRR - EEEITIE -
Fl
il

Ao LA - BRY - EfWs FEE - HHHRFETEE -

30



B25ITX Hiid il ¥ i 25 [ B Lt /)

' Ball Nose End Mills :

] i A Code Mo, B251TX-0c R4l 007 Hard ened Steel 40-70HRC
Dc R Lo L d LI AITISIN ok 3
Bo;  #DDOS  mm mm hé mm B25ITX =t _-nl
0.1 005k 0.1 a0 4 0.3 ]
g 01K .2 a0 4 0.5 [
0.3 .15k 0.3 a0 4 0.8 [
0.4 02K 04 al 4 1 .
0.5 026k 05 a0 4 1-d - -
0.6 0.ar 0a a0 4 1.5 -
0.8 04 0H a0 4 2 .
1 nak 1 a0 4 258 -
125 n.7ak 15 a0 4 4.8 ]
2 1F 2 a0 B 5 »
3 15F 4 GO 3 A [
4 2K 4 G0 b 10 .
b 28R ] GO G 12 ]
B Ak B G0 A 15 .
r

Work Material

Ed
BRL | s o

{85 ERH4HRE
PIERT || -2 tied St

g (B8 ERIEAIHRL
H -4 yed e

L8 038R
BR% | ardeied Sheo

WL T4EHRD | o
GRS Hardane dShee b

L 48 hHRE
BRE |uidomdsee | @

WA So-6BHRE | o
GRY Hardane d Shee .

154
MIGRE ey | asagen

I
EmE'Ttaﬂum

;]
S|BRIb 7

[l |
BRI |t s it St

31



B2hITX tIEHIE{HSEE

Finishing 30T

Recommended Milling Conditions

i ot GR.5 Bk GR.6 B GR7 E{E#
T M s Hardened Steal Hardened Staal Hardened Staal
ork Materia (3B-4BHRC) [4B-5&HRC) [GE-6BHRC)
mﬂhﬂg 130 120 a0
Yo mimin
5k T ) RPM Feed ) RPHM Feed ) RPH Feed
- = e R s f R e R
i [min-] [mm/min] [min-] [mm, min] [min-] [mm, min]
B231TA-FR0O |13 o3 A0 000 500 30 ooo A00 a0 000 350
B251TA-F0O 2 0a A0 000 500 a0 ooo A00 a0 000 350
BZ231TA-F0O 23 (1] A0 000 RO0O a0 ooo 500 a0 000 A00
BZ231T#-F0O3 0R/ 30 0oo BO0O Jo ooo 500 a0 000 S00
BZ231TH-RO4 oA Jo ooo ¥oao 20 000 BO0 0000 OO
B23ITA-ROG | 20 000 a00 15 000 Tai 15000 Tal
BE231TA-ROTa | 3 18 000 | 400 15 000 a0o 14 000 =]
BZ231TA-F | 7 15 000 | OO 1 000 | 200 14 000 | 2RO
BZ231TA-FR 13 3 13 000 | TO0 12 300 | 500 10 000 | 200
BZ23 1TH-R2 i] |1 OO0 | BAMO 10 000 | 5RO T 200 | 080
B231TH-R23 3 10 OO0 | OO 3 r0O0 | 440 B A00 | 080
B23ITA-R13 B B 300 | 430 G400 | 280 4 800 g0
_ ap:0 020 ap:0 020 ap:0 020
KN A F:;,.,,/;,l:n
(mm}
ae de:0 020 ae:0 0Z0 de:l 0Z0
High-speed machining SiFE0T
ot GR.5 @{k& GR.& {8 GR7 fE{l§
et Hardened Steal Hardened Staal Hardened Staal
[3B-4BHRLC) [4B-5&HRC) [G&-GBHREC)
mﬁﬁ% 200 IT5 120
o mSmin
#lo TR : RP™ Faed : RPH Feed y RPM™ Feed
SR T2 memme R e R e R
: [min-] [mm/min] [min-] [mm, min] [min-] [mm, min]
BEZ251TA-FR0O |13 o3 50 000 950 A0 000 T20 A0 000 E0O0
BZ231TA-F0OZ2 0a 50 000 | 200 A0 000 900 A0 000 ao0
BZ231TA-R0O 23 05 50 000 | 400 A0 000 | Ooo A0 000 8330
BZ23 1TH-R0O3 0B/ S0 000 | BO0O A0 000 | 200 A0 000 | 300
B251TA-FO04 oA 50 000 2 000 A0 000 | 500 A0 000 | 400
BZ25 1TA-FO5 | 50 000 7 500 A0 000 | 300 A2 000 | 400
BZ231TA-ROT3 | 3 A6 000 3 000 a2 000 2 000 25000 | BO0O
BZ23 1TH-F | 7 35 000 3 300 25000 2 500 20000 | 750
B2 1TH-R 13 3 23 000 1200 18 000 2 500 13000 | 800
B23ITA-R2 ] 1T 500 3300 14000 2 500 aa00 | GO0
B231TA-R2 5 5 14 000 3 300 |1 000 2 500 Ta00 | TO0
BZ231TA-F13 B Il 500 3 000 9300 2 500 B 300 | TO0O
_ ap:0 070 ap:0 070 ap:0 020
I =g ap
[mm}
N de:0 020 gae:0 O0Z0 de:l 0Z0

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.Please choose proper cutting fluid.

If RPM iz lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.

1
2
2. Thecutting data is reference walue onky, Please adjust it according toyour real working conditions.
4
o

f wibration ocours during cutting, please reduce cutting parameter.

GRERMITEL - ARSI RE -

REEER I T R Al -

MNEH SRR RARAPIENE - B ERRE 25 E— b IEE -
NI T R3NP R - FREERHNET -

1
2
3. ILEHIRT =R RSERNEHIRT SRR - EEEITIE -
Fl
il

Ao LA - BRY - EfWs FEE - HHHRFETEE -




B26ITX tliBrili e <& m(E s v it /)

g e B e Code Mo, B2A1TX-0c Rl 01

Dc R Lc L d LI AITISIN
-EI}E 0 01 mm mm by i B2&ITH

1 0aR 1 a0 4 2 -

i 0.75R 5 a0 4 4 .

2 1R 2 G G 4 .

4 16R 4 T G B -

4 2R 4 T G H -

5 28R ] Al G 10 .

B R B a0 B 12 .

H 4R H 100 H 16 -
10 AR 10 100 10 20 .
12 GFR T2 110 i 24 .

33

' | Ball Nose End Mills v

Hardened Steel 40-TOHRC

Work Material

GRI

£
arhan hee

P |GR2

ESERbQbRL |
Low-3 dyed Shee

GRI

o ZARSIHRE
H -4 yed e

GR&

{8 30-3BHRL
Hardene d Stee

GRE

B3 3B-4BHRL
Hardane dShee

GRE

WL 48 SR
HardenedStas

GR?

B8 56-GEHRL
Hardane d Shee

M GRE

GRI%

THH
Sta 0 ess St

G &
TEanum

S |GRIE

i
H ke

GRIY

IHEA

Hek- ras Lank Shaa




B24ITX tJEIEGSE5=

Finishing 30T

Recommended Milling Conditions

- GR.5 Bk GR.6 Bk GR.7 B{b&
e Hardened Stesl Hardened Staal Hardened Steal
[AB-4BHRC) [4B-H&HRC) (Ea-GBHRC)
tﬂﬂ]ﬂ.g 230 700 | B0
Yo mdmin
Flap THE ) RPH Feed ) RPHM Feed ) RPH Faed
il : s f T Ll i al e
3 2 [min-1] [mm /min] [min-1] [m m/min] [min-1] [mm/min]
B26ITA-ROG | 40 000 | 000 a1 500 a0o 23000 e00
BE2RITA-ROTS | 5 349 000 | OO0 26 000 a00 19 200 ROO
B2RITA-F | 7 2R 300 | 300 27 000 | oo |6 200 aoo
B2BITHA-R 1 3 | 23300 7 300 21 000 | 800 15 500 | 300
B2RITA-R2 | 21000 2 330 | T 300 | 00 12 800 1 400
B2RITA-RZ 5 3 18000 7 300 14 800 | 850 |1 ooo | 380
B2RITA-F3 B |12 000 7300 10 500 2000 9 500 | 200
B2BITH-R4 i} 9100 | TO0 T 800 | 500 T 100 | 300
B26ITA-R3 g 7300 | 400 B 300 | 200 3700 | 000
B2RITA-FR |2 B OO0 | 200 5 300 | OO0 A T00 950
: ap:0 020 ap:0 070 ap:0 020
t?irﬁ% i %"’
ae ge:0 070 ae:0 070 gae:l 020
High-speed machining SiEI0T
by GR.5 il GR.6 FB{LH GR.7 B{E®
Wurkﬂatarial Hardened Steal Hardened Steal Hardened Stesl
[3B-5BHRALC) [4B-B6HRC) (BA-6BHRC)
Iﬂﬂ.ﬁﬁ 320 250 180
Yo msmin
Flop THE ) RPM Feed ) RPM Feed ) RPM Faed
e : ol T Ll i e e
: E [min-1] [mm/min] [min-1] [m m/min] [min-1] [mm/min]
BZ2RITA-R3 |T 500 d 000 13 000 Joon 10 OO0 2000
BZ26 | TH-Rd 13000 1 000 9 800 2300 T 500 | 300
B2BITA-R3 1a 10500 2 500 T 300 | 00 G 000 | 200
BZ261TA-FR | 2 AT00 2 000 k BOO | 500 5 000 | 000
_ ap:0 020 ap:0 020 ap:0 020
kD AR D:;—ﬁr}“‘
[mm} 4
L ge:0 020 ae:0 020 ae:0 020

o f ool k] —

= o I O R

5. HIHIDN T AFhN R a2 iR - SREE AT -

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.Flease choose proper cutting fluid.
.The cutting data is reference value only, Please adjust it according toyour real working conditions,

If RPM i= lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.
f wibration ocours during cutting, please reduce cutting parameter

GRERMILYS - FESE R
REEARE T IFr R EElE -

MEHHIFEF R SER AT R EE - BRI TR - SR8 SR - B9 - ERs FEE - HUEIFITETHEE -
ANRFE SR RIES: TR A PIENE - B ELRE FE R0grE— R -




B253TX #ii B i i §id % Jem 370 (B B Lt /)

' Ball Nose End Mills - 3 Flutes :

F+0 003

MR TR T Code Mo, B253T¥-0Oc

De R Lc L d AITiSIiN
_E o +0.005 M M hith B253TX
B 3 12 1] = L
H 4 14 100 H .

10 5 18 100 10 L]
12 B 22 110 i ®

B254TX il iBrilri i <= m 420 (Bl sR &t /)

' Ball Nose End Mills - & Flutes

R0 003

e e N

Code Mo, B254TX-0Oc

Dc R Lc L d AITISIN
_E oz +0.005 g M bt B2o4TX
3 1.6R B 70 B L
4 2R B 70 = .
b 2.5R 10 B0 B .
B AR 12 B0 G .
B 4R 14 100 H .
10 SR 1H 100 10 .
12 BR 22 110 12 .
16 HR a0 140 16 .
20 10R 48 160 20 .

35

\m
o

Le

Le

Hardened Steel 40-TOHRC

Type of Operation

Work Material

T
BRI [arhan Shee

{5 &b 2HRL
PIGRZ | a2 oyad Stoo

gpg (B0 ERASIHRT
H -3 oyed Shee

K3 30-3BHRL
GRS | o dSe

WAL 28-4BHRT
BRS aeiedsee | ®

LR 4B-5RHRE | o
BRE ygoiedse | @

WAL Sh-GEHRC
BB eS| ®

THHE
M|GRE Sk s Stee

ThE
EH|5Ttanum o)
i :
S (GRIE et .D.
Gl
GRI? Hek- pas stank Shaa ©




B25ATX / B2BATX UIEHE =S

Recommended Milling Conditions

High feed machining SEiRIIT
yam- GR.5 FEk&@ GR.6 B GRT E{E&
i Hardened Steal Hardened Stesl Hardaned Steal
ork Mataria [3B-4BHRC) [4B-S&HRC) [Ga-6BHRC)
7k THE i RPrH Faad ) RP Feed ) RF Feed
L e RS e i e S
: C [min-] [mm,/min] [min-1] [mm/min] [min 1] [mm/min]
B233TH-R3 B AO000-3z200 2To00- 1200 BA0O-2500 1300-830 dA800- 18900 1300-v00a
B2533TH-R4 i} ROOO- 200 2600- 1000 dA00- 1500 1900—-800 A800- 1500 1500-&00
B253TA-F3 10 Aa00- 1900 3400- 1400 1800~ 1500 2400- 1000 a000- 1000 Ie00-800
B233TA-RE 12 A000- 1e00 2400- 1000 1200 1300 |7O00-1100 2200-800 1350-600
: dp:0 OF>-0015 ap:0 0r=0015 ap:0 O73-0015
'E['?“'EF P
mm
m ge:02-0 18 ge:02-0 18 ged 2-0 18
Finishing $&I0 T
e 41 GR.5 Bk GR.6 FEEER GRT L&
e s Hardened Staal Hardened Staal Hardaned Staal
[3B-5BHRC) [4B-BEHRC) (56-6BHRC)
mﬂﬁg 280 220 200
Yo m/min
7k T ¥ RPH Faad 3 RBP4 Feed : RFP Feed
B 2 il -3 =3 e a3 R jlal - =3 ERSEE
; & [min-1] [mm/min] [min-1] [mm/min] [min -1] [mm/min]
B234TH-F 1 3 i | 28 000 B 560 23 000 4 500 21 100 g 240
B234TA-RF2 b | 272 000 B 250 1T 100 £ 000 |5 00 a520
B234TA-F2 5 5 I'T 500 5 B0O0O 13 OO0 3 500 12 700 3200
B234TA-R13 G |5 000 3 000 11400 3 000 10 GO0 2 500
B234TH-Fd A |1 000 d 200 A 550 7 500 T 850 2750
B234TA-F35 10 o000 3 500 B A50 71530 B 350 7 000
B234TA-RA 12 73500 3000 3700 2 000 3300 | 800
B234THA-FA 1B 3300 1 000 d 280 2 000 d 000 | 800
B234TA-F 10 20 g 500 3000 a500 2 000 3200 | 900
; ap.00z20 ap.0 020 ap.0 020
R i3 ap
(mm) “
e de:0 050 de:d 050 ded 050

Y Y o7 Y W B

o kool k] o=

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.Please choose proper cutting fluid.
. Thecutting data is reference value onky, Please adjust it according toyour real working conditions.

If RPM is lower the reference walue, the Feed rate [fz) and RFM should be reduced by the same proportion.
f wibration ococurs during cutting, please reduce cutting parameter.

GREAMIEL - AR R
GREEER G TR e -

[AEHTBIEF R PR SRR HHIET RS - BREITR - (RS SR - B - EAdNsFEE - HUHIRTFETRE -
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B250TX +liBni+i feid 25 /@8 5 1 Et /)

g pee B e

R f i Lc L d LI AITISIN
=0 01 onmSide M M j]=: M B250Tx
04k 1730 2 G0 A 23 L
&k B 2 B0 B el &
05R g 2 A0 B 47 L]
1F { R 4 G0 ) 2 [
1F i 4 G0 B 23 -
1R i 4 I B 41 .
16K a7 b T B 42 L]
16R | B A B a0 B i [
2R 3% H T A 28 .
2F |2 H a0 B 45 [
25R 3% 10 g0 A 41 ]
2 AR e 10 110 H b1 [
aK 3% 12 g0 H A4 .
K1%, R 12 110 H a3 .
4R Ll 14 100 10 46 L]
4R dl 14 120 10 ] [
AR L 18 110 12 41 »
AR el 18 130 12 59 .
GBF 3° 22 140 16 B3 ]
GF Pl 22 160 16 H -

R+00I

' Ball Nose End Mills

Code Mo, B230TX-R=f&

Work Material
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B2R0TX tHEIHEGSEE

Recommended Milling Conditions

General processing E@ILT
e GR. [ GR2EAEH | GRISSEH GR4 BBk GR.5 ER{LE R BREE
i o I:|. S Low-alloyed Steel Hi-alloyved Staal Hardened Stasl Hardened Staal Hardaned Steal
PRl et [-24HRC) [-3DHRE) [30-3BHRC) [3B-4BHRC) [4B-B&HRC)
mﬂﬁg A5 A5 B3 B3 3 aa
Yo m/min
Flak THE | RPM Feed ) RPM Fead y RPM Fead ) RPM Faed ) RPH Feed RPH Feed
T o meme | wREE | DemE LRlE DeEE | LR DEDE | LR DeEE| LA nesE | ke
g 5 [min-] ([[mm/min]{ [min-1] {[mm/min]| [min-1] [[mm/min]} [min-] [[mm/min]| [min-1 [[mm/min]| [min-] |[[mm/min]
B230T+-FR0O3 | 20 000 1235 20000 1235 |53 000 120 15000 120 |1 ooo B3 T oo aa
B230TH-F | 'y Il OO0 130 |1 000 130 A5 000 120 A5 000 120 G 00 O 000 A0
B250T=-R15 | 5800 230 5 800 230 5000 180 5000 180 3500 a0 2150 A5
B230TA-R2 i | 3300 10 3 300 10 4 200 230 4200 230 2 850 a0 | B30 33
B230TH-R2 35 5 < 400 a0a 4 400 a0s3 3500 730 1500 230 2450 100 | 300 53
B250TA-F3 B 3 300 280 3 300 280 7 600 730 7600 730 | B30 85 | 200 50
B250TA-F4 A 2 600 273 7 600 273 2100 270 2100 220 | 450 a5 950 50
B250TH-R3 10 2200 A 7 200 ) | 730 270 | 730 2720 | 200 a0 a00 g3
B250TH-RA 12 7 B30 ¥oo 7 B30 Too 2100 <80 2100 d80 | B30 <730 2100 480
_ ap:1 50 ap: | 50 ap:| 50 ap: | 50 ap: | 50 ap: | 50
i P':-?M"a*
mm
[ ) Ll de:0 0200 de:l 0200 de: 00200 de:d 020 de:0 020 de:0 020

on b o] k1 o= o of o] ] —

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.Please choose proper cutting fluid.
.The cutting data is reference value only, Please adjust it according toyour real working conditions,

If RPM i= lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.
f wibration ocours during cutting, please reduce cutting parameter.

GREEMILE - EESRE R -
GREEAR G TR EEE -

[AEHBIEF R PR SRR HHIET RS - BEITR - (RS ENLRE - B - BEAWMs FEE - HUaRITFETRE -
NIEWEIERE =AM PIENIE - B ERRE B S5 E— IR -
ENHEINI T R3NP R - FREEHIET -
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d Mills With Corner Radius
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Apperance 4
Code No B255X = B25TX B254X  B258X B275TX  B27ITX
Carbide UMG UMG UMG UM G SMG SUMG

Cerhlde Carblde Cerblde Carblde Cerblde Cearblde
: AITIN AITIN AITIN AITIN AITISIN = ATISIN
Coating X-NoMo  X-MaMa X-MeMo  X-MaMao T T
Helix Angle 3n° as | L
T 1R
No.of Flutes w
4 4 4
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B255X 1B il i s @ R 115t /)

l End Mills With Corner Radius

Code Mo, B255X-0Oc=RH

F0.2
F0.3
F0.5
1
F1.5
R2
F3

Lz L d
mm mm hb
4 a0 4
2
4 &0 4
g e
f a0 4
B
f hAOD 4
B 5
B &0 4
E S ]
B A0 4
B &0 4
H &0 4
L
H &0 4
H &0 4
H &0 4
HE et
B &0 4
11 B
11 a0 4
1l a0l 4
11 a0 4
1l a0 4
H &0 &
H &0 &
H &0 &
H &0 &
11 a0l B
11 B0 B
11 a0 B
11 a0 A
11 a0 B
13 &0 B
13 &0 B
13 60 &
13 &0 B
16 &0 &
16 &0 &
16 &0 h
16 &0 B
16 &0 B
16 &0 G
20 B0 H
20 B0 H
20 BO H
20 BO H
20 BO H
20 BO H
20 BO H
22 TEX 20
L e
22 .72 10
e Rl |1
S0 " S B
S
22 .72 10

AITIN
B255X

* & & & & & % & ® % 0 B ¥ F ¥ B ¥F B F B F ¥ F F B B P EF F B BB F B F F R B F R F R E ¥ B BB R R R RER

Dc
0

-0 02
12
12
12
12
12
12
12
16
16
16
16
16
16
20
20
20
20
20
20
20

R
£0 01

RO .2
RO .4
RO 5
1
R15
R2
F3
RO 5
1
R15
R2
F3
4
R0 .5
R
R15
F2
F3
R4
RS

Le

M mm

26
2h
26
26
26
26
26
4H
4H
4H
48
4H
4H
4H
48
4H
4H
4H
48
48

L

Ta
75
TS
Th
T4
75
=
100
100
100
100
100
100
100
100
100
100
100
100
100

d
Rt

12
2
12
12
12
12
12
16
16
16
16
16
16
20
20
20
20
20
20
20

AITIN
B2LoE

. & & & & & & % & % @ ¥ | " B 0 " & @

p DOc :.:-*1

e ey

Le

Steel < R&HRC

P HHMEKHMNS

e ® O 8 O
UMG AlTIN
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SN
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B255X YBEIETESHER

Recommended Milling Conditions

Slotting  EIAE

W s | GRZESEH | GRIGEEH | cRaB(LE | oRSELE | GReBLE
i o I:|- S Low-alloyved Stesl| Hi-alloyed Steal | Hardened Steel | Hardened Stesl | Hardened Steel
SRl sl [-25HRC) [-30HRC) (30-3BHRC) | [3B-4BHRC) | [4B-B&HRC)
KM R = Al 030 B2-7TO{AI0D-30 R2-TO(AI O0-30 R2-TO(AIO0-30 A0-50/@10-30 34-40|@1 0-30 22-25
Yo mmin A3 |-20 T5-A00@3 [-20 T3-A0|@3 |1-20 7v3-80|@3 |I-20 53-353|@3 |-20 44-50(@3 [-20 2ZA-30
Flnp = | HEM FE_Ed . EF.M FE_Ed : EEM Fegd . EEM Fegd ) HF_M Fegd : EEM Fegd
TR | ama | me | em | wwa | e e | anes | me e | Ee e | ani L
; E me-1] | nnfmn) | Ime-T | [eefan | Ime-T) | jonfne) | Ime-T] | [onfae) | Ime-T | [eefan) | Imoe-T) | [onfn oo
BZa9%- | | 18 500 120 19 500 120 14 500 120 |2 500 A5 |1 000 B3 T ooo an 19 500 120
BE255%-1 3 | 3 14 000 120 1 000 120 10 500 120 A 500 A5 B 000 B3 5000 A0 _
B2533x-2 s || 000 130 Il 000 130 A 330 120 T ooao A3 B 300 0 3800 40 |1 oan 130
B235x-2 3 5] 9 8500 113 3800 113 T 00o 130 B 000 A5 s000 Ta 3 500 A0 _
BZ235%-13 3 T 500 190 T300 1890 B 350 150 5 300 100 350 T3 2700 A0 T 500 190
B255x-4 ] E 00O 25 B OO0 279 £ 8900 180 £ 200 120 3500 =11 2200 50 _
B235x-3 3 3 7200 oo 3200 Jono < 300 230 J 500 123 Joono 100 | 300 33 5 200 Joo
BZ35x-b 5 4 500 oo d 500 aono 3 600 230 2 800 120 2300 100 | 5O0O 33 _
BEZ255x-8 A 3300 280 3300 280 2700 230 2200 120 | 900 100 | 100 50 3300 280
B233=- 10 10 2 600 270 2600 270 2 100 220 | 700 120 | 300 an 830 a0 -
B235x-12 12 27200 2ro 2200 | | 200 210 | 430 |23 | 200 g3 a00 g3 7200 27a
BZ35%- 1B |G | BO0O 750 | 5O0O 250 | 350 190 | 100 100 950 A3 OO0 a5 _
B255+-20 20 | 300 200 | 300 200 | O350 150 AA0 T3 T50 B3 A80 ao | 300 200
r }
B =4 ;’] [; 3 ap:=3 0 30 ap=3 030 ap:=30 30 ap:=3 0 30 ap=3 030 a0 0 050
(mm) [/t >30 50 >3 0 50 3050 >30 50 >3 0 50 P

.Please work with good rigidity ¢ high precision facilities and collet chuck.,

.FPlease choose proper cutting fluid.

. Thecutting data is reference value onky, Fleese adjust it according toyour real working conditions.

.If HPM is lower the reference value, the Feed rate [fz] and RFM should be reduced by the same proportion.
Ifwibration ococurs during cutting, pleese reduce cutting parameter.
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NEESIRRIEL: R M PIENE - B IRE B R E— IR -
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B257X #uiid (il#iy 5 5l 25 /@ RE 1Lt /)

' End Mills With Corner Radius

e e T Code Mo, B257X-0Oc=R

Dc
C
-D 02

o A R R Rl O Y Y R MY S A o I o I o O P

ko BESEE RO BREE RO BEEE RO el e A o P o P s PR o [P o S o O o P o R
o oo oo ooom@nDoom@Tnm @k Rk RaR] R RSO OO OO ocOom

R
0 01

F0.1
R0 .2
F0.3
RO 5
F0.1
R0 .2
F0O.4
RO 5
1
R0 .2
F0O.3
RO 5
R 1
R0 2
F0O.4
RO 5
1
R15
R2
RO .2
F0O.3
RO 5
1
R15
F2
R
RO .2
RO .4
RO 5
1
R15
R2
F3
R0 .2
F0.3
RO 5
1
R15
R2
F13
RO 5
1
R15
R2
F3
Fd
RO 5
1
R15
R2
F3
R
F&

|
MM

10
10
10
10
15
15
15
15
15
18
18
1H
18
20
20
20
20
20
20
25
25
25
25
25
25
25
a0
40
a0
a0
A0
A0
a0
40
40
40
40
40
40
40
&0
a0
&0
&0
&0
&0
1
G0
G0
1
G0
GO
G0

gl

50
50
50
50
B0
B0
B0
&0
B0
70
70
70
70
B0
HO
BO
B0
B0
B0
100
100
100
100
100
100
100
100
100
100
100
100
100
100
110
110
110
110
110
110
110
140
140
140
140
140
140
160
160
160
160
160
160
160

d
i
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o a xR o R R O O S R SN R o ol I o

AITIN
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B257X VIEHETS#ER

Recommended Milling Conditions

Slotting  EIAE

|+ s | GRZESEH | GRIGEEE | cRaB(LE | oRSEEE | GReBLE
i o I:|- S Low-alloyed SLeel | Hi-alloyed Steal | Hardened Stesl | Hardened Steel | Hardened Steal
B e i [-24HRC) [-30HRC) (3D-3BHRC) | [3B-4BHRC) | [4B-SEHRC)
mﬁﬁg a0 a0 a0 a3 al ao
Yo mimin
Flp = | RPM Feed | RFM Feed | RPM Feed | RPM Feed | RFH Feed | RPM Feed
S o | mmi | e | EREE | EeaT | BT | SR ARETE| LA | ORER | LR anae | Le
; E Imr-1] | e | Ime-T | ondmn) | Ime-T | ool | Ime-1] | eedon | Ime-T | ondang | Imon-T | jondnon)
B23TH-13 3 T 500 190 T 300 180 b 350 150 5300 1oa 4330 T3 2700 a0 T 300 180
BE237TH-4 | B 000 225 G OO0 223 £ 900 180 £ 200 120 13500 an 2 200 a0
B23TH-5 3 5 200 Jon 5200 a0o 4 300 230 3500 125 000 1oa | 900 a3 3 200 a0o
EI5TH-B ] 4 300 o0 4300 aon 3 600 230 2 800 120 2300 o0 | BOO a3 _
B237Tx-A i 3300 280 3300 280 2 T00 230 2200 120 | 500 1oa | 100 a0 3300 280
E237TH-10 1 2 BO0O 270 2600 270 2 100 220 | 700 120 | 500 a0 850 a0 _
B237TH-12 12 2200 270 2200 270 | a00 210 I 450 125 I 200 a3 a0o 435 2200 270
EI5TH- 1B 1B | OO 250 | OO 250 | 330 180 | 100 100 as0 a5 GO0 i b
B237TH-20 20 1 300 200 | 300 200 | 050 150 aa0 T3 T3l B3 480 a0 | 300 200
F i
KD A i5RRE £y : : : : : :
cael s e ap:0 50 ap:0 50 ap:0 50 ap:0 50 ap:0 50 ap : 0 050
LLE

on b o] k1 o= o of o] ] —

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.Please choose proper cutting fluid.
.The cutting data is reference value only, Please adjust it according toyour real working conditions,
If RPM i= lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.
f wibration ocours during cutting, please reduce cutting parameter.

GREEMILE - EESRE R -
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B256X 1Bl iEin = mR AL /)

l End Mills With Corner Radius

Code Mo, B254&X-0Oc=RH

RO 2
R0 .4
RO 5
1
R15
R2
F3

Lz L d
mm mm hb
4 a0 4
2
4 &0 4
g e
f a0 4
B
f hAOD 4
B 5
B &0 4
E S ]
B A0 4
B &0 4
H &0 4
L
H &0 4
H &0 4
H &0 4
HE et
B &0 4
11 B
11 a0 4
1l a0l 4
11 a0 4
1l a0 4
H &0 &
H &0 &
H &0 &
H &0 &
11 a0l B
11 B0 B
11 a0 B
11 a0 A
11 a0 B
13 &0 B
13 &0 B
13 60 &
13 &0 B
16 &0 &
16 &0 &
16 &0 h
16 &0 B
16 &0 B
16 &0 G
20 B0 H
20 B0 H
20 BO H
20 BO H
20 BO H
20 BO H
20 BO H
22 72 10
e
22 72 10
sl
2272 10
SN ]
22 72 10

AITIN
B2GEX

* & & & & & % & ® % 0 B ¥ F ¥ B ¥F B F B F ¥ F F B B P EF F B BB F B F F R B F R F R E ¥ B BB R R R RER

Dc
0

-0 02
12
12
12
12
12
12
12
16
16
16
16
16
16
20
20
20
20
20
20
20

R
£0 01

F0.2
F0.3
F0.5
1
1.5
R2
F3
R0.5
1
F1.5
R2
F3
R4
F0.5
F1
1.5
R2
F3
R4
RS

Le

M mm

26
2h
26
26
26
26
26
4H
4H
4H
48
4H
4H
4H
48
4H
4H
4H
48
48

L

Ta
75
TS
Th
T4
75
=
100
100
100
100
100
100
100
100
100
100
100
100
100

d
Rt

12
2
12
12
12
12
12
16
16
16
16
16
16
20
20
20
20
20
20
20

r Oc :.:-*1
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BZSEX
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B2haX YBEIEESER

Side Milling  BIEtDA

Recommended Milling Conditions

|+ s | GRZESEH | GRIGEEE | cRaB(LE | oRSEEE | GReBLE
i o I:|- S Low-alloyed SLeel | Hi-alloyed Steal | Hardened Stesl | Hardened Steel | Hardened Steal
B e i [-24HRC) [-30HRC) (3D-3BHRC) | [3B-4BHRC) | [4B-SEHRC)
KM R = B10-25 BO-B0j@I1 0-2 5 BO-AO(@ I O-25 AT-T0|@10-15 A7-57|@1 0-2 5 30-47 A10-70 72170
Yo midmin 03 0-20 BO-A3)@3 0-20 BO-AS(@30-20 TO-73|@135-20 S57-7O0|@3 0-20 S0-kO
Pl = | RFM Feed | RFM Feed | RPFM Feed | RPM Feed | RFHM Feed | RFM Feed
il U mmiE | et | BRER | EEE | SRR | ERE | Rk | S AR Le | ani e
; L me-1] | nnfmn) | Ime-T | [eefan | Ime-T) | jonfan) | Ime-T] | [onfes) | Ime-T | [eefen) | Imoe-T] | [onfn oo
B25h- | I 20000 240 fz20000( 240 15000 215 5000 215 0000 ik T 100 40 20000 240
B25Re-1 5 15 3500 245 3500 245 12000 215 2000 215 Aooo a0 3 100 a0 _
B25Gx-2 2 |3 000 300 3000 300 Il 000 280 1000 280 7000 11a 3 800 G0 |3 000 7300
B256x-2 3 25 0000 320 l0ooo | 320 8 000 300 8 000 a00 GOOO 120 3 000 GO _
B256x-1 3 A a00 300 Aa0o 500 T 200 350 T 200 a50 3300 125 2700 G0 A 800 a0
B256x- il G OO 530 B OO 530 3 500 J&0 5 500 A60 4200 130 2 200 70 _
B256x-5 3 3 300 GO0 3300 GO0 4 350 420 g 350 az0 a500 140 | 800 TS 3 300 GO0
BE25Gx-5 G 4 500 B 10 4500 610 3700 425 3 700 q325 21800 145 | 500 70 _
E25Gx-A il 3300 380 1300 580 2 roo 425 2700 q325 2200 145 | 100 G5 3 300 380
B256x-10 1] 2 BO0 a0 2 600 580 2 200 420 2 200 420 | 700 45 850 G5 -
B256x-12 12 2 200 aa0 2200 580 | 00 420 | A00 420 400 140 a00 G0 2 200 aa0
B256x-1E G | OO 330 | BOO 530 | 300 400 | 300 400 | 200 130 &0O0 45 _
B256x-20 20 | 300 310 | 300 510 | 100 arn | 100 aro Aa0 11a 470 a5 | 300 310
4] ap:l a0 dap:l 50 ap: | a0 ap: | a0 ap:l a0 ap: | 50
HAHEE =
[mm?} T ge:<3 0 030 de:<3 0050 ge:<3 0 050 ge:;<3 0 050 ge:<3 0050 20 020
1 Aol &3 010 &3 010 3 010 3 010 =3 010 :

Lo Y Y P B 6 B

ol Y =S s I S

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.FPlease choose proper cutting fluid.
. Thecutting data is reference value onky, Fleese adjust it according toyour real working conditions.
.If HPM is lower the reference value, the Feed rate [fz] and RFM should be reduced by the same proportion.
Ifwibration ococurs during cutting, pleese reduce cutting parameter.
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GRS I TR R Al -
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ENEINI T RN REE R - FREEHFE -
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' End Mills With Corner Radius

e e T Code Mo, B258X-0c=R

Dc
C
-D 02

o A R R Rl O Y Y R MY S A o I o I o O P

ko BESEE RO BREE RO BEEE RO el e A o P o P s PR o [P o S o O o P o R
o oo oo ooom@nDoom@Tnm @k Rk RaR] R RSO OO OO ocOom

R
0 01

F0.1
R0 .2
F0.3
RO 5
F0.1
R0 .2
F0O.4
RO 5
1
R0 .2
F0O.3
RO 5
R 1
R0 2
F0O.4
RO 5
1
R15
R2
RO .2
F0O.3
RO 5
1
R15
F2
R
RO .2
RO .4
RO 5
1
R15
R2
F3
R0 .2
F0.3
RO 5
1
R15
R2
F13
RO 5
1
R15
R2
F3
Fd
RO 5
1
R15
R2
F3
R
F&

|
MM

10
10
10
10
15
15
15
15
15
18
18
1H
18
20
20
20
20
20
20
25
25
25
25
25
25
25
a0
40
a0
a0
A0
A0
a0
40
40
40
40
40
40
40
&0
a0
&0
&0
&0
&0
1
G0
G0
1
G0
GO
G0

gl

50
50
50
50
B0
B0
B0
&0
B0
70
70
70
70
B0
HO
BO
B0
B0
B0
100
100
100
100
100
100
100
100
100
100
100
100
100
100
110
110
110
110
110
110
110
140
140
140
140
140
140
160
160
160
160
160
160
160

d
i

a)

o a xR o R R O O S R SN R o ol I o

AITIN
B2=3X

R

“u

i

Oc

IS

Le

Steel < R&HRC

P HMEKNS

® ® O ® O

UMG AlTIN
Garblde X-HaMo

T
e &Y

SN

Type of Operation

Vi

Work Material

d N

GRI

P |GR2

£
arhan hee

& SR QUHRL
Low-3 dyed Shee

GRI

o ZARSIHRE
H -4 yed e

GR&

GRE

{8 30-3BHRL
Hardene d Stee
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Hardane dShee
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e
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B258X UEIETSHER

Side Milling  BIEtDA

Recommended Milling Conditions

A 800 400

37300

GO0

3300 480

2200

a80

| 300 310

|+ s | GRZESEH | GRIGEEH | cRaB(LE | oRSELE | GReBLE
i o I:|- S Low-alloyed Sleel | Hi-alloyed Stesl | Hardened Stesl | Hardened Steel | Hardened Steal
B i [-24HRC) [-30HRC) (3D-3BHRC) | [3B-4BHRC) | [4B-SEHRC)
mﬂﬁg i) a5 T3 o = ao
Yo mimin
Flap = | RPM Feed | RFM Feed | RPM Feed | RPM Feed | RFH Feed | RPM Feed
o o | e | BREE | EeaT | SRR | ERAT AREE | HeAT | ORER | LR anae | Le
; E Imr-1] | e | Ime-T | ondmn) | Ime-T | ool | Ime-1] | eedon | Ime-T | ondang | Imon-T | jondnon)
B2530-13 | A 800 a0on aaon s00 T 200 a350 T 200 350 3300 125 2700 &0
E2530x-4 i B GO0 330 b GO0 530 3 300 A0 5 500 Je0 4200 130 2 200 Ta
B250x-3 3 5300 GO0 3300 B0O0 4 3350 420 £ 330 420 A500 140 | 900 T3
EI50x-h ] 4 300 B0 4300 B0 1700 4325 3700 g25 2800 143 | 500 7o
E2530x-A i 3300 380 3300 580 2 T00 q235 2700 q25 2200 145 | 100 B3
E258%-10 10 2 BO0O 380 2600 5A0 2200 420 2200 420 | 700 145 850 B3
B2538x-12 12 2200 380 2200 580 | a00 420 | a00 420 1400 140 a0o =11
EI150x- 15k |G | GO0 230 | OO 530 | 300 400 | 300 400 | 200 130 GO0 45
E238x-20 20 1 300 a0 | 300 510 | 100 a70 | 100 a7a a30 1a 470 a3
_ ap:1 50 ap:1 50 ap: | 50 ap:| 50 ap: 150 ap: | 50
wagE 8|/
[mm] 7 . . . . . .
las de:0 IO ae:l 10 ge.dl 10 de.d IO de:0 IO de.d 020

on b o] k1 o= o of o] ] —

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.Please choose proper cutting fluid.
.The cutting data is reference value only, Please adjust it according toyour real working conditions,
If RPM i= lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.
f wibration ocours during cutting, please reduce cutting parameter.

GREEMILE - EESRE R -
GREEAR G TR EEE -

[AEHBIEF R PR SRR HHIET RS - BEITR - (RS ENLRE - B - BEAWMs FEE - HUaRITFETRE -
NIEWEIERE =AM PIENIE - B ERRE B S5 E— IR -
ENHEINI T R3NP R - FREEHIET -
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' High Performance End Mills With Corner Radius

Code Mo, B275TX-0Oc Stpel « &2HREC

Dc R Lc L d Li D AITISIN P H Hm N s
Bz D01 mm mim his mm  mm B27STH o o 0 @ e
3 RO.2 5 50 B B 7 85 . ==
q R0.5 5 50 E B 9 85 .
4 R0.2 R A0 : 10 .6 .
4 R0.5 B 50 B 10 3.8 . EMG AITIEIN
g R0.2 B a0 5 13 4.0 . Carblde TX
5 RO.5 ] A0 : 14 4.0 »
5 R0.2 q 50 = 15 5.7 *
§ ROS 9 50 B 165 &7 . @/ U %
5 R1 g 50 5 16 5.7 . 49 4
5 R1.5 g 50 = 15 5.7 .
a ROZ 12 R z a0 7.6 . M
B ROG 12 R z a0 e * TJ\ E
B =¥ 12 R0 z 20 7.5 .
] R2 12 Rl f 20 i . _
10 RO2 15 75 10 25 g5 . Type of Operation
10 ROG 15 75 10 a5 g5 .
1 R 15 %10 95 95 . @ @
10 R2 15 75 11 25 g5 .
12 RO2 18 Al 12 a0 11.4 .
12 ROG 18 Al 12 A 11 .4 .
12 =F 18 a0 12 30 1.4 . % q|
12 R 18 Al 12 Al 11 .4 .
16 ROG 24 100 16 40 15.2 . _
16 R 1 24 10100 16 A0 152 " Work Material
16 R2 24 10100 16 40 152 . i
16 R 24 100 16 40 15.2 . {1 Lo S ®
a0 ROG a0 110 a0 a1 19 * - e :
ol R 1 A 110 ol a1 189 * P BR2 Eﬁﬁﬁﬁt ®
a0 R A 110 a0 a1 19 " =
B ERHSIHRL
ol R4 an 110 ol a1 19 . GR3 [ oS ®
B{L 8 30-38HRC
R oo |
B{E 3 38-4BHRT
H GR% Hardene d Shaa b
{3 48-SGHRL
BRE |adeiedStee | @
WL 5b- GEHRC
GR7 Hardene d Shaa Q
154
MIBRE ety iasestn | ®
[ ]
Ty
EHmAumnum
#
GRII Laper
i 3
M (GRIZ i
BRI S HELFRR LFRP
EﬂMﬂJStEHEI'EI’EI
ity
GRl4 Graph e |
ThE: A
| GRISAIE
i
S(GRIE H ke O
(jfX |
BRI ot s et Stae |~
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B275TX tIEIHEMNSETR

Recommended Milling Conditions

Side Milling  BIEtDA

. k1 iR (FaE G Assd GRY IBEVER 5 IBER GR.6 PR GR.7 L :
HEE |47 : G R.B T/
e (Camansien [los-3 oved Siee fH-2 oyed Siee | Haidered 3tee fHaidered3ter | Hardened Steel | Hardened Stesl Sl S
AR BT BT [O-32HRC)  |38-42HRL) [4B-B&HRC) [G6-BEEHRC ) bR
@ﬂ]jﬂg 170 150 100 al a0
o m/min
Frp Tha __RPH Feed __RPM Feed __RPH Feed __RPH Feed __RPM Feed
conetin. | o | EMER LA | BRAR | ERaR | AREN | EREE | BREE | LR | SRR | LiEE
: 3 [m n-T] [mm,m n Im n-] [mmm ] Imn-] (Imm'mal| Ima-Tl | Immfmna]l Imoe-T | Immdm o)
BEIT3TA-3 | 1a048 1444 15 800 | 200 10 500 a0 aaoo 120 B3TO al0
BEIT3TA-A il 13336 1624 12 000 | 300 A 000 ao0 2650 133 A7 TH ara
BEIT3TA-3 3 1oaza IT33 83500 | 300 B 300 50 2250 140 J822 B2
BEIT3TH-B B 3024 105 A ooo | 200 3300 az0 2200 173 135 B3T
EIT3TH-B i BTEA 1624 G 000 | 100 4 000 730 | 650 183 2383 ara
EIT3TH-10 0 215 1516 4 ao0 | 100 3 200 745 1 300 163 1all 235
BITaTH-12 |2 4312 1444 4 000 | ORS 2700 740 1 100 143 15813 al0
B27TaTx-1R G 3384 1218 3 000 | 00O Z 000 Tan 40 1o 1184 430
B27TaT=-20( 20 rar 1083 2 400 833 | 600 To0 BTO 1T 85k aaz
g ap:| 0D ap:| 0D ap:| 00 ap | 0D ap:| 0D
KRR
[mm)
il ge:0 050 ge:0 050 ge:0 030 ae:l 020 ge:0 030
High SpeedSide Milling  S;FEIE DA
pam ORI {E'0R I ESHEN/OR 5 BEEN R4 WL VGR 5 BT GR.6 BkE GR.7 Bk & GRE TR
e {Camansien [loa-a oved Slee /H-2 oyed Siee | Haidered 3tee fMHaidered 3ter | Hardened Steel | Hardened Stesl EtEIiI'.I|EIEE S ragl
(-Z4HRC)  [-30HRC) [0-ZZHRC)  |38-42HRL) [4B-BEHRC) [G6-6BHRCY
@ﬂ]jﬂg 2a0 200 130 100 100
Yo m/min
g T _ HEM FE_Ed _ HEM FE_Ed : HEM FE_Ed _ HF_M Fegd , HEM FE_Ed
Code Ma. | (D3] A ERE YR A B EieiEE | BWEE | EhEE | BRER | BREE | BREN | BSEE
E = [m n-T) Immym ) Im n-) [mmym n] ImnA] [Immimel| Ima-T {Immfma){ [me-T [ Immdmon)
EIT3TA-3 3 263432 2123 21233 a50 15823 B30 1o 7 i b 10a 17 aFu
BEIT3TR-4 il 198085 23889 15823 a00 I 1844 B30 7863 a77 7963 85k
EIT3TA-3 3 15823 2548 12740 1oon 8535 B30 B3T0 a0 B3TO 1oia
B27aTx-B b 13271 2034 10617 1200 7863 7oa 2308 3430 aa0a I062
B27aT+-8 i 8833 2383 78R3 1200 3872 Toa a8ai 330 J9a8 | A5k
B27TaTx-10 1a 7863 2230 BATO aa0 4778 B30 a183 420 a183 aaz
BIT3TH-12 |2 BE3S 2123 2308 as0 388 | B30 2634 420 2634 A48
BIT3TrH-1R |G d87T 1782 88| aon 2890k B30 1891 420 1981 TIT
B27aT=-20( 20 J981 15383 d183 aoo 2383 Ba0 1583 420 1383 BaAT
s ap:| 0D ap: | 0D ap:| 00 ap: | 0D ap:| 0D
BN AR =,
[mm)} 7/
- ge:0 010 ge:0 010 ae:0 01D aed 0D ge:0 030
1.Flease work with good rigidity  high precision facilities and collet chuck.,
Z2.Please choose proper cutting fluid.
J.Thecutting data is reference value only, Pleese adjust it according toyour real working conditions,
4 If HPM i= lower the reference value the Feed rate [fz) and HFM should be reduced by the same proportion.
o.If wvibration ococurs during cutting, pleese reduce cutting parameter.

o B 0] k] o=

GREEMITEY - FESEREEE -
GREEAR G TIFr R EElE -

EHHIFEF R RER DEFEF R EE - BRRINTE -
MNEE SRS R PIEE - B R RG] — I R, -
ENEINI T RN R SRR - SRREEE N HE T -

rRa ST HAA - BRY - ERWE FEE - HHERFETRE -
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B277TX #lB pil#il S i | S AERA L LET /)

' High Performance End Mills With Corner Radius

e T Code Mo, B2T7Tx-0Oc R Oc I Steel < $2ZHRC
Dc R Le L d L Di AITiSIN s — |[P|H|M[K]N s
Bz D01 mm mim his mm  mm B277TX b . o o 0 @ e
g RO.2 g B0 g 18 5 7 ° 4"__| T
5 R0.5 g B E 18 B .

B R 1 g Al : 18 5.7 . o,

5 R1.5 g B 5 18 Bt . IR — SMG AITISIN
B FOZ 12 100 B 24 1:6 . Carblde TX
] ROG 12 1000 f 24 i »

B R 1 12 100 z 24 76 * -

B R2 5 10100 i 24 e . : %
10 ROZ2 15 100 10 3 95 . 4143 4
10 ROG 15 100 10 Al g5 .

10 R 1 15 10100 10 A g 5 . M

10 R 15 101 10 A g 5 * o E
12 RO2 18 110 12 36 414 .

12 ROG 18 110 12 SEi . | _
12 R1 19 10 12 3/ 114 5 : Type of Operation
12 R 18 110 12 3 114 . —

16 ROG 24 1411 16 46 150 " @ @
i R 1 24 1410 i 48 152 .

16 R 24 1411 16 46 1502 .

i R 24 1411 i 48 152 .

T S T T & % @
ol R 1 an 161 ol RO 19 .
a0 R2 Al 1610 a0 0 19 . _
a0 R an 1610 a0 RO 19 " Work Material

k4
5 s ®
&5 SR HRE
PIGRZ |y s oyl | @
B & H30HRE
GR H -4 yed e ¢
B{L 8 30-38HRC
5 i |
W3 38-4BHRT
HEH5 Hardene d Shaa b
{3 48-SGHRL
BRE |adeiedStee | @
W3 56- GBHRT
GR7 Hardene d Shaa Q
154
M GRE: Stahess ™
. .g
EHmAumﬂum-
#
GRII Laper
Bl
i .
BRI WSHELFRP CRRF
e EDMWSEE["IEHEI'EI'
ity
EEMErauhte. |
ThE: A
EHlE’T':EII]IJITI =
i
EEHIr':-HElEE O
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B277TX LIEHEESER

Recommended Milling Conditions

Side Milling  BIEtDA

il GRIAGR L ESEASGR 5 BoEW | R4 BEYGR S IBER GR.6 B GR.7 B8 Ee L
e {Carmne§iaa floa-3 oyed 5188 [ H -3 oyed Stee | Haidened 3me fHaidened Stee | Hardened Stael Hardened Steal = '.I S
Sl (-Z4HRC)  (-30HRC) [I-33HRC)  |33-43HRL] [4B-GEHAC) [G-aBHAC) e
tﬂﬂ]ﬂ% 150 130 100 50 GO
e mdmin
Frp Tha _ HEM FE_Ed _ HEM FE_Ed _ HEM FE_Ed _ HF_M Fegd _ HEM FE_Ed
o I E | mmEm | meER | ERAR | EeER | SRR | ERAR AR | EEEE | SRR | EwER
: 3 [m n-T] [mm,m n Im n-] [mmfm ] Imn-] (Imm'mal| Ima-Tl | Immfmna]l Imoe-T | Immdm o)
B2TTTA-B B 7863 15813 T 200 | 080 3300 az0 2200 IT3 1183 BaAT
B2TTTA-8 A 5872 1433 3400 830 4 000 Tal | B30 |85 2383 ar3
B2TTTA-10 g 4778 1338 4 320 a0 1200 143 | 300 |B3 1911 333
B2TTTA-12 12 3898 | 1274 1 600 938 2 700 740 | 100 1435 1583 310
B2TTTA-1RB 1] 28848 1073 2700 aoo 2 000 T30 a40 1T 1184 430
B2TTT=-20( 20 23883 835k 2 150 ag0 | 600 Too BTO Ira 83k a8z
PRV, ap:| 0D ap:| 0D ap: | 0D ap: | 0D ap:| 0D
B PR =
[mm3
e ge:0 030 ge:0 0350 ge:0 030 gel 020 ge.0 030
High SpeedSide Milling  ShaElE A
pam GRIEVGR L ESEASGR 5 oW | R4 BERYGR S IBER GR.6 B GR.7 B8 GR.B T
e {Camne§iaa {loa-3 oyed G188 [ H -3 oyed Siee | Haidened 3me MHaideedStee | Hardened Stael Hardened Steal o '.I S
st (-Z4HRC)  (-30HRC) [-33HRC)  133-43HRL] [4B-SEHAC) [G6-aBHAC) AIiA=s =8e
tﬂﬂ]ﬁﬁ 200 180 150 100 100
Yo mimin
Frp Tha _ HEM FE_Ed _ HEM FE_Ed _ HEM FE_Ed _ HF_M Feed RPH Feed
Coda No. | (D2) HERE A HEEE EniEE | BREE | BREE | BmEE | g | BRERE | EREE
: 2 [m n-T) [mmym n) Im n-] [mmym n] Imnd] [Immimel| Ima-T {Immfma){ [me-T [ Immdmon)
B2TTTA-B B 106 1T 2123 8354 1080 TAR3 700 3308 330 3308 I0R2
B2TTTA-8 i 7863 1911 TIER 1080 5872 To0 a881 330 398 | 8356
B2TTTA-10 1] B3T0 1TAg 57313 T3 A7T7TA B30 3183 A20 3185 Agz
B2TTTA-12 12 5308 |e38 AT TT Th3 388 | B30 263 420 2634 A48
B2TTTA-18B 16 J98 | 1433 1383 aig 2888 B30 1981 420 1981 TIr
B2TTT=-20( 20 a183 1274 28T aig 2388 B30 1583 420 1583 BaAT
 aTF ap: 1 0O ap:| 0D ap: | 0D ap: | 0O ap:| OO
AEE =
[mm) . . . . .
- ge:0 010 ge:0 010 ge:d 00 gel 010 ge.0 030

# Mptice; B277TX iz Long Length series End Mills, Please adjust the perareter according

1.Flease work with good rigidity  high precision facilities and collet chuck.,
Z2.FPlease choose proper cutting fluid.
J.The cutting data is reference value only, Pleese adjust it according toyour real working conditions,

4 If HPM i= lower the reference value the Feed rate [fz) and HFM should be reduced by the same proportion.
o, If wibration ococurs during cutting, please reduce cutting parameter,

HIEFB2TTTNRIEMF AT - SRR e IR A TR 8 -
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2 AAEEEER L T pEEl -
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[ R

10
12
12
16
16
20
20

[ma i R ]

10
i
12
16
16
20
20

0 01

R0 5
1
R0 5
1
R0 5
1
FO5
1
1
R2
1
R2

0 01

RO 5
1
RO A
1
RO 5
1
FO5
R 1
1
R2
R 1
R2

oo il [ |
Dc
C

-D 02

Lo L
M g
16 a0
16 a0
20 =11
20 =11
22 T2
i i
26 Th
26 e
4A 100
48 100
4A 100
48 100

o i il [ |
Dc
B
-0 D2

Lo L
M g
16 a0
16 [0
20 100
20 100
22 100
L 100
26 110
26 110
4A 140
48 140
48 160
48 160

d
i

B

B

B

H
10
10
12
i
16
16
20
20

Code Mo, BZ262 TX-Deo=H

d
it

B
B
B
H
10
10
12
i
16
16
20
20

B259TX / B269TX 8 iilxirf= i & y5 ] TREIEL/)
Finishing End Mills With Corner Radius

Code Mo, B252TX-0Oc=R
AITISIN

B259TX

AITISIN
B2&9TX

R Oc %

Le

Hardened Steel 40-TOHRC

P/H M ! N S
™
SMG AITISIN
Carblde X
T B8R
N
N B

Type of Operation

T 5
d L4

Ed
BRL | s o

e Y

ol [ES 2AHRL
PIERT || -2 tied St

g (B8 ERIEAIHRL
H -4 yed e

L8 038R
BR% | ardeied Sheo

| wreer s v e e

cpe, ILAS0-4EHAC
Hardane dShee

e 1L 48- R
HardenedStas

Bpy B8 56-GEHRL
Hardane d Shee

THH
MIERE (g n ass o

7
Emﬂhumﬂum

#
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B2RITX / B269TX UEIEtrSESR

Recommended Milling Conditions

High feed cutting = :EistNH|

. GR.5 ER{EE GR.6 E{LE GR7 BLE
i Hardened Staal Hardened Stesl Hardened Stasl
ork Mataria (3B -4BHRLC) [4B-B&H RC) [G6-6BHRC)
w%lﬂl;nhﬁﬁ 200 180 160
Flak T ) RPHM Feed ) RPHM Feed ) RPH Faad
S N meme | oepmE | DeEE | weEE | DeEE | eREE
; [min-] [mm/min] [min-1] [mm/min] [min-] [mm/min]
BZ30TAIE2RET R b ImeIT 2? 598 g 535 2 283 A83 2038 meIT 2 548
BZIOTAIEZRET R A T 8R3 2 3819 T |GG 2 150 B3TO 2 283
BZI9TAIEZRAT R 10 B3T0 3 038 5733 2732 509k 2 448 B 370 3038
B239TASBEZRETR 12 330a d 183 g 77 2 ART g 2497 2 348
BZI0TAIEZ2RET R 1B 3981 2 ART 3 583 2 580 3 185 2283 3981 28ET
BZIOTAIEZRET R 20 3 185 2 783 2 BRT 2 0G4 2 548 | B35
ap:0 =R ap:0 =R ap:0 =R
[ ) de:0 30 de:d 50O de:l 30
Side Milling  BIEtIA
e ot GR.5 FEq{k8 GR.6 k5 GR7T k3
e Hardaned Staal Hardened Stesl Hardaned Stasl
[AB-4BHRLC) [4B-GEHRLC) [BE-6BHRLC)
V%Iihf}rﬁ 150 100 80
7ok TR y EPM Fead 2 RPM™ Feed : EPM Faad
i TE | meme | EeRE | DeRE | ERlE | DeRE | Eele
! [min-1] [m m/min] [min-1] [mm/min] [min-] [mm,/min]
B239TSEZR3TA-6 ] B GO0 27300 5 300 | a00 000 | OO0
B259T-SE263TA-A ] 4 800 213350 4 000 | 850 000 | OO0
B239T-JE2ZRATA- 10 10 4 000 2400 3 700 | 900 2400 | OO0
B239TSEZRATHA- 12 12 3 300 2400 7 GO0 | 900 2000 | OO0
B239TSEZRATHA- 16 16 7 500 2100 7 000 | 700 1 500 900
B259T-JE2R3TA-20 20 2 000 | 300 | GO0 | 400 1 200 A30
5 ap:1 50 ap:l 50 ap: | 50
. a
DA -
[mm} i’
a0 ge:l D ge:0 050 de:0 030

¥ Motice; B269TX i= Long Length series End Mills, Please adjust the parameter according

1.Flease work with good rigidity  high precision facilities and collet chuck,

Z2.Please choose proper cutting fluid.

J.The cutting data is reference value only, Pleese adjust it according toyour real working conditions,

4 |1f RPM i= lower the reference value, the FEed rate [fz) and RPM should be reduced by the same proportion.
o.Ifwibration ocours during cutting, please reduce cutting parameter.
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B27ITX tlRiB-IHEi &R S EBER AL HT /)
High Performance End Mills With Corner Radius

o L il ) Code Mo, BZ71TX-0Oc R DOc in Hardened Steel 40-T0HRC
Dc R Lz L d LI h]} AITISIN
E oz D1 lig! i) b mim mm B27ITH
K| RO.7H 1.2 7o B Th 2.7 ]
4 R 1 1.6 Fill B 10 Sl .
f R 2 A0 B 12 4.5 ]
£ R 2 B0 B 12 4.5 ]
G 1 2.5 A0 B 1% a4 #
B R1.5 AT B0 B 12 ik ]
H R 1 4.5 100 H 16 T2 .
H B2 ] 100 H 16 P ]
10 R 1 4 100 10 20 g )
10 R2 4 100 10 20 g *
12 R a 110 12 24 11 ]
12 B2 h 110 12 24 11 .
12 R3 a 110 12 24 11 [

Work Material

Ed
BRL | s o

{85 ERH4HRE
PIERT || -2 tied St

g (B8 ERIEAIHRL
H -4 yed e

L8 038R
BR% | ardeied Sheo

LR TE4EHRE | o
GRS Hardane dShee b

L 48 hHRE
BRE hioedgoe | ®

B8 56-GEHRL
GRY Hardane d Shee .

154
MIGRE ey | asagen

I
EmE'Ttaﬂum

;]
S|BRIb 7

[l |
BRI |t s it St

S5



B27ITX YEIELSE =

High feed cutting =i tNH|

Recommended Milling Conditions

10 300

G330

4000

2630

yam- GR.5 BL# GR.6 EE{LE GR.7 Bk
i Hardened Steal Hardened Staal Hardened Stasl
ork Mataria [3B-4BHRC) [4B-56HRC) [66-6BHRC)
mﬂﬁg T 30 a0
Yo m/min
#lap T ) RPM Feed ) RPM Fead ) RPH Feed
IR TR memE | ommEE | DERE | GeDE | DE@EE | R
: £ [min-] [mm/min] [min-1] [m m/min] [min-1] [mm, min]
BZTITH-3 b | T 400 1800 3 300 2 300 1200 880
B2T T i | 3 300 4 100 4 000 2 700 2400 | 000
B2TITA-3 3 g 4350 4300 3200 2 800 | 800 | 100
B2TITH-B G a 700 4300 2 500 2 800 | BO0O | 100
B2ZT1T+-A i 2 800 4 300 2 000 2800 | 200 | 100
B2T I TA-10 1] 2 230 4 400 | 5O0 2800 | 000 | 100
B2TITA-12 12 | 850 4 400 | 350 2800 aoo | 100
ap:l xR ap:0 ™R ap:0 I%R
ae:0 a0 de:0ab ded a0

Lo Y N P N W R

o b 0] k] =

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.FPlease choose proper cutting fluid.
. Thecutting data is reference value onky, Fleese adjust it according toyour real working conditions.
.If HPM is lower the reference value, the Feed rate [fz] and RFM should be reduced by the same proportion.
If wibration ococurs during cutting, pleese reduce cutting parameter.

FREEMILYE - EESRE RS -
GREEEMA I T R el -

[MEHHFEF R SER AT R EE - BRI - SRS SLREE - Bi - ERHsFEE - HPdIFIFETHEE -
NEESIRRIEL TR M PIENE - IR IRE B R E— IR -
ENEINI T RN PR SRR - FREE T -

G 000

& A00

T 000

T 000

=3



FOTOTX tlRiBialAL ERi <5 /| (R ERG T L ET /)

' High Feed End Mills

il il D! Code Mo, F&TAT X-0Oc R Oc % Stee| < POHRC
Dc  Pogmmable Lo L d LI DI AITISIN X“_'iul - M 2
_E o7 Fadius gl i h& i gliy! FETETH = ' |
3 0a7 2 70 B 12 28 . = =
4 047 j 70 5 16 a7 . 5OE
5 05 25 70 B 20 4 B .
B 073 3 70 B a5 55 . .
A 098 4 Al B a0 74 *
10 1.23 5 g 10 a5 g2 . &
19 165 B mo 12 40 1 .

Work Material

Ed
BRL | s o

{85 ERH4HRE
PIERT || -2 tied St

g (B8 ERIEAIHRL
H -4 yed e

L8 038R
BR% | ardeied Sheo

ERS B3 3B-4BHRL
Hardane dShee

e 1L 48- R
HardenedStas

Bpy B8 56-GEHRL
Hardane d Shee

154
MIGRE ey | asagen

@ | ® o ® |  C| O O

I
EmE'Ttaﬂum

;]
S|BRIb 7

[l |
BRI |t s it St

S



F676TX YRR ST =

Recommended Milling Conditions

High feed machining SEi&EINT
pam- GR.4 FB(k 4 GR.5 Pk GR.6 BREE GR.7 Bk
ey - Hardened Steal Hardened Steal Hardened Steel Hardened Stael
Ao (30-3BHRC) [3B-5BHRC ) [4B-5&HRC) (G&-&BHRC)
mﬁh}g a0 7o ald a0
o omdmin
ik T __RPFM Feed __RPM Feed __RPM Faad __RPM Feed
comotie | ne | EEEE | EREE | DEEE | EREE | DERE | EEDE | DelE | EEDE
; [min-1] [m m/min] [min-] [mm, min] [min-1] [mm/min] [min-] [m m/min]
FETET=-3 3 A 300 4500 7400 3800 5 300 2 300 3200 a80
FGETET-4 4 B 350 g 800 3 500 4 100 £ 000 2700 2400 1 0oo
FETERT=-3 3 5000 s 000 4 4350 £ 300 3200 2 800 | 900 1100
FETETA-B ] 4300 aooo 1700 4 300 2 600 2 800 | OO 1 100
FETETH-A i 3200 5000 7 BO0 £ 300 7 000 7 AO0 | 200 | 100
FRTRT=- 10 10 23350 3 100 2230 A 400 | BO0 2 800 | OO0 1 100
FETET=- 12 12 2100 5100 | 850 4 400 | 350 2 800 aon 1100
_ - ap:0 2=R ap:0 2=R ap:0 2=R ap:d I1=R
o {0
[ mm} S
At gae:l 50 ge:0 50 de:0 50 ae:l 50
1.Flease work with good rigidity / high precision facilities and collet chuck,
2.Please choose proper cutting fluid,
2. Thecutting data is reference value only, Flegse adjust it according toyour real working conditions.
4 |1f RPM i= lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.
o.If vibration ocours during cutting, pleese reduce cutting parameter.
1 GREER ALY - EEEATE RS -
2. PREREEA 6 T iFr i nElE -
3. IEHENFTERRSRSMANETEREE - BRI - B3N - B - ERMs SEE - HUHETFEITAE -
4 W RS IHRIEE: = M TS E - Bl LR A FE 50 T E— R -
5. HHEIMN T30 Re2 HRER - REEMENRE -

SH



e

EI05X tdziBmi# fna <= a7 B vrit /)

D g DI Lz
mm an Side mm mm mm R
1 J0" 0 4 250
1 1 i A
1 730" 121 4 &0
1 T ] ]2 e R
1 2740 145 4 &0
1 L y B Bl 1 )
1 4 186 4 &0
1 Hilg 14 4 &0
1 B* 184 4 &0
1 i 188 4 &0
1 10° 241 4 &0
15 il e e L
j S TR 167 & &l
et e R SR ]
i SR 185 &5 &0
S e RaR | B i e R T
Tz B 202 5 &0
e = AL A
10 B 237 &5 &80
i e At e il
T 2:f3: 6 SHH
T e EEE e
2 40t 21 B &0
2 1° T i s
2 1730231 & =60
7 21 241 B &0
2 2730" 2652 B &0
2 o P o S 1
2 47 284 B &0
% 5 e A e S
2 B* 4268 B &0
2 i 447 B &0
2 M 4211 ‘B “50
2h o el s B )
e Ve 278 B &0
P ety e | e O - R AT
e A 405 8 &0
S e e H &0
T i 433 8 &0
Al e £ e e |
20 B 3:9 H &l
A = Sl A e
20 7 446 H &0
Ehl R O b A3
4 40' 317 10 50
4 115 B e BT
K| 1730 3462 10 &0
d 2T 7 ol N L
4 27303810 B0
4 e i o L IR s
K| 4" 44 10 &0
| i < TR R
4 B* Bl =T EE0
% 7ii b2 e [ e
4 10° BA3 10 B0

L d

Ja

Lo T T A T T e T e o v R o o e B O e Y e e L e e e L L O L L L - = A A O T A

AITIN
EIDEX

# & & & & & & &% & & & & & B ¥ 8 F B B | B B B B F B B F B B B B B F B K B B F B B B F B BB B B BB F B | B BB

Dc
mm on Side

o e o O o I O o o I g O e I A o o O O Y R O R o O e O o R PN P PN Pt (AR P U i A T A 8

s SRR | o QRSN R g
o o o o o o o m

B

3o
=
1730
=
230"
=
i
55
o
=

10°

3o
'
1730
7
2°30"
5
i
o
g
-
10°
an'
i
1730
&
2°30"
=
rr
&
o
=
10°
an!
n
1730
o
2°30"
o
s
an'
2
1°30"
%
2°30"
-
.

L

d

mm  mm mm hd

4.26
4 .62
4.79
5.04
5.1
5.87
&
5.62
116
T.6H
3.3
5.34
5.7
=

£.39
6.75
il
itaH
H.5
9.2
899
2

£.35
6.7
T.05
7.4
e
H

H.H
9.5
10.2
10.91
14.05
H.44
B.AT
5.31
9.74
10

10 B2
12 37
10 B1
B
1183
12 44
13 OB
LT
16

15
15
15
15
15
15
15
15
15
14
15
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
25
25
25
25
25
25
25
45
45
45
45
45
45

50
50
50
50
50
50
B0
B0
B0
B0
70
B0
B0
B0
B0
B0
B0
B0
70
70
T
Th
B0
B0
B0
B0
B0
B0
T
70
T
Th
Th
70
70
70
T
70
T4
90
30
90
90
30
30
50

45 100

—
R o xR [ O e o o o o e o e s [ e [ e

—
L s |

12

l Taper End Mills

Code Mo, E105X-0c=3
Lc

AITIN
EIDEX

& & & & & & &% & B & | F & B B F B F B B B B BB F B F B B B BB B B F R R F R RS

Steel < SOHRC

FIHMIEIN =

e @ * 0
UMG AlTIN
Garblde X-HaMo

Type of Operation

V] (%

Work Material

GRI

P |GR2

£
arhan hee

{E5 R HRT
Lo e St

GRI

o ZARSIHRE
H -4 yed e

GR&

GRE

{8 30-3BHRL
Hardene d Stee

B3 3B-4BHRL
Hardane dShee

GRE

WL 48 SR
HardenedStas

GR?

B8 56-GEHRL
Hardane d Shee

M GRE

THH
Sta 0 ess St

awpy

K|GRY

Last 0

O

GRID

if

Boum num

GRII

#
Capper

o

M |GRIZ

i
Pages

GRE

S HELFRR LFRP
EIJI'I][IJS':E Matr

i

H2
Graph e

GRI%

G &
TEanum

S |GRIE

i
H ke

GRIY

IHEA

Hek- ras Lank Shaa




EI0BX tNEIEHSELR

Recommended Milling Conditions

Side Milling  BIEtDA

e R FE GRZ {E&EE | GR.IEEEE GR4 BBk GR.5 B GRA L
i o I:|. S Low-alloyed Steel Hi-alloyved Staal Hardened Stasl Hardened Staal Hardaned Steal
Shi e e [-24HREC) [-3DHRE) [3C-3BHRC) [3B-4EHREC) [4B-E&HRD)
mﬂﬁg GO GO GO g3 A0 a5
Yo m/min
#lap THEE RPHM Feed RPHM Feed RPHM Feed RPHM Feed RPH Feed RPM Feed
Sk 0| mmr | anE | DWET | 20T | DMET | SRAT | DT | AGNT | DEET | SERT | DMET | 40T
: & [min] |[mmfminl| [min-1 | [mmdminl | [min-] [ [mmdfmin] | [min-T | [mmdminl | [min-] |[[mmdmind | [min-1] | [mmdmin)
E103x-1 | 15 500 120 153500 120 153 500 120 |1aooo A3 |2 000 a0 10 300 a3
El03=-1 3 | 3 10 500 120 10500 120 10 500 120 000 A3 A 200 a0 Tyooo a5
El05+-2 2 T 800 145 T 800 145 T 800 120 B OO A3 E 300 a0 5200 a5
EIOT4-2 3 B B 200 140 B 200 140 B 200 113 3300 A5 4 800 a0 4200 a5
El05+-3 i | 5100 140 5 100 140 5 100 120 4400 a0 d 000 a0 as00 as
E 105+-4 b | 3 800 10 3 800 10 3 800 113 3400 a0 3 000 a0 23500 35
El05-5 5 3100 140 3 100 140 3100 115 2600 a0 2400 T3 2000 a5
EI053+-5 B ? 600 140 7 600 140 ? 600 113 2200 a0 2 000 T3 | 700 5 13]
E 105+-8 A | 300 140 | 800 140 | 300 113 | 5O0O a0 | 300 T3 | 300 a5
El05-10 10 | 500 10 | 500 10 | 500 1o | 300 A0 | 200 T3 | 000 a5
; r, EFI:E ] EFI:E 3 EFI:E 3 EFI:E 5 EFI:E 5 EFI:E 5
wnEE o)
[mm3
Has de:0 02 ge:0 OZ de:0 02 ge:0 OZ de:0 OZ de:0 02

o b 2] k] o=

o b o] k] —

.Plea=e work with good rigidity ¢ high precision facilities and collet chuck.
.Please choose proper cutting fluid.
. Thecutting data is reference value onky, Fleese adjust it according toyour real working conditions.
.If RPM is lower the reference value, the Feed rate [fz] and RFM should be reduced by the same proportion.
f wibration ococurs during cutting, please reduce cutting parameter,

GREEMILY - EESRE RS -
REEER T R EElE -

[MEHHIFEFRERSER AT R ER - BRI - (RS SILAE - B - ERNsFEE - HPHIFITETHE -
NEESIRRIEL: AR M PIENE - BB B R E— IR -
HNHEINI T RN R SRR - FREE I HIET -

=0



EI06X B i< e 2] A A 1 1Et 1) 60°

MG AlTIN
Carblde ¥-MaNao

Dec Lz L
E 03 mm mm
1 . 4H
2 4 dH
4 B a0
4 H a0
3] 12 a0
G g a0
H 16 G0
10 20 Tk
12 24 Th
16 £ 100
20 40 100

#-El0a ; Uncoated For Aluminium

#EINS  BEEES T

' End Mills For Chamfering 60°

e @ N @

Code Mo, E104X-0Oc

T m MWW w = a

EI07X B it 2Em {8 A 15t /) 90°

Blank
ElD&

& & 8 & & 8 & 8 & B

AITIN
ElD&X

[ ]
Le

' End Mills For Chamfering ?0°

&1

MG AlTIMN
Carblde X=MaMNo

Dc Lz L
_E 1 i gl
045 1 48
0.5 1 4H
OH 18 48
1 2 4H
|, 24 48
1.4 4 4H
1H 4.5 4H
2 4 48
248 5 48
4 = 50
4 H a0
) i 50
b 12 a0
B 16 B0
10 20 T2
1 24 Th
16 42 100
20 40 100

# EIOT: Uncoated For Aluminium

HEIOT: HEEESEHE

2 M 90’
am @2 rﬂ\ ‘(@

—a
o e Y o o A o Y oo B e N e o Y s A o gﬂ.

FEE o [
Lo R R

Code Mo, E107%-0c
Blank

EICY

* & & & & & & & B

Steel < 48HRC

P/H MKN s
e ® O & @

Type of Operation

vl [{
2 =

Work Material

T
BRI [arhan Shee

{5 &b 2HRL
PIGRZ | a2 oyad Stoo

gpg (B0 ERASIHRT
H -a_gyadﬁl:ee

SUS SR L

| (e - 3eHRC
GRS | o dSe

cs, (B T -4BHRT
Hardened St

Bt BHER 4B-SRHRL:
Hardenad Stoe

e {4 5t- 6BHRL
Hardene d Stee

AITIN
EIDYX

L N BN BN BN B BE BN B BN BN BN BN B B B N

THA .
H EHESnmsStaa ©

EF_!IIIle ihum s

#
SRl | o .

s
N [BRIZZ:

Compazte Mater 4

a2
ERA o o

It
EH|5Ttanum

;]
BB

grpy (R

Hek- pas stank Shaa




FI0&X / EI07X tAEHE{t =S

Recommended Milling Conditions

EI0&X / Chamfering EIEI0T

N = - -
s R GRZ{TEHM | GRAMSEM | GRABIER GR.5 FiA GE.E.ﬁm#-‘J GRS GR.ID &5
i B o T Low-3 myedSlee| H-a owed Slee | Haidened Slee | Hardened Slee |Stainless Stee Cast | P
PRl i e SR [-30HRC) [30-3BHRC) | [3E-4EHRC) | [E6FELOMIRE SRR bl
mﬂﬁg d0—T0 d0—T0 A0~ 70 A0—30 A0— 350 0—30 -ﬂE"‘f'TEI 100200
Yo mimin i
o sy | RPH | Feed | RPM | Feod | RPM | Feod | RPH | Fead | RPM | Fead | RFM | Foed | RPH | Femd | RPH | Feed
Coda Mo . 10 R | G | TR | S | IR | 2 | MR BT MR | 3 | DEAT | 3T DA | S | DT | B
: £ Im n-1] |mmfm n} |m nd] {Immima)f [mn-] (mmima) |mnd] |mmimoa)| [mnd] (immima) |moo-l] {|mméma)) [mad] immimoa)| |m o) ({mmim o
E I0Gx-1 | IT 300 1050 |IF¥3500f 1050 (IT S00( 1050 (9350 286 | 8350 286 | 8330 286 |IT 300 1050 |31 830{ 2864
El0Rx-2 20 Il BTY0| 7O0O |11 &BYO) vOO (I16TO( vOO (4774 143 | 4774 143 | 4774 143 _T-l'ETE; oo (13815 1432
El0R=-3 3 AT33 | 325 |AT33| 525 (A T33| 525 (3183 oo | 3183 oo | 3183 100 8753 | 525 |I0RIO] 834
El0Rx-1 a0 TO00| 420 (ryOOO| 420 |(TF0OO0 | 420 | 3183 oo |3 183 oo | 3 183 100 -_’i".lll:ll:l 420 | 8350 953
E I10GBx-3 a av28) 343 | 3T28 | 343 (3728 | 343 | 2346 100 | 2 54k 100 | 23546 o0 5728 ) M3 | Te3IB| ThI
E |0G6=-h B O d7T74| 26 | 4774 ) 286 |4 77 | I8 | 2 122 a0 2122 a0 o | a0 :ﬂ'_-'-l"urﬁ _.':EEE. B 38R | TO0
E I10G=-A A 1580 ) 358 | 3580 358 (3580 ( 358 | a9 120 | 8R3 120 | BA3 120 3580 | 358 |53570| GEA
E I0Bx-10 00 |2864| 2B (2064 | I8k |2 A4 | ZAR | 581 a5 | 991 a5 | 581 Hs EHEH 288 (4456 (| TI2
E l0GBx-12 12 23T | 238 | 238v | I3 |2 3a8r | 238 1 331 127 | 331 127 | 5381 127 2387 | 238 |3873| TIh
E I0GB=-I1R 16 0 | T80 1B | a0 15 | 780 I1& | 193 118 | 193 118 I 183 18 F'.’;Ell:l II_E 28984 | 337
E I0Rx-20 20 | 432 | BG | 432 186G | 432 186 a5 a3 a54 a3 a54 a3 | 432 Ik | 2387 | 477
EI07¥ / Chamfering / V groove machining 80T F viENT
alr, alr,
41 SR IEE GRZ {EAEHE GR.3 B & GR.4 FEkHE GR.5 FB{# GRID &
S Baibas Broet Low-allowved Staesl Hi-allowed Staal Hardened Stael Hardened Staal A
[-24HRC) [-30HRC) (30-3BHRC) [AB-4BHRC)
T B0 5-08 4850 B0 5-0 8 48-50 B0 5-08 4850 B0 5-0 8 40 B0 508 40 A0 5-0 8 a0
o m;"msitn ml0-30 55-70 nl-3ao sx70 |l 0-30 35-70 Al -30 45-hk3 Bl 0-30 43-k3 B10-30 eO0-83
ma 1-z0 a0 na |-z0 a0 ma |1-20 a0 na |-z20 Ta ma 1-20 Ta ma |1-2z0 120
75k THE | FPM Faed _ RPM Feed | RFM Fead _REM Faed __RFM Feed __RPFM Faed
LW T meme | ey | meme | wene memy | meme | ey | weme | Dl | e | o bas
: C [min-1] {[[mm/min]| [min-1] |{[mm/min]| [min-1] [[mm/min)] [min-] {[[mmdmin]] [min-1] [[mmdmin)] [min] ([[mmdmin]
EIOT=-03 (1] a1 000 60 a1 000 d60 a1 000 60 253480 az20 25 480 20 A2 000 Bal
EIOT=-0 B 0k 27 000 a00 27 ooo s00 27 000 a0o 21230 120 21230 120 26 340 Toao
EIOT=-0A oA 21 300 330 21300 330 21 300 a0 15820 aa0 13 320 30 19300 Tai
EIOT=-110 | I T 300 330 17300 330 1T 300 a0 14 330 130 14 330 a30 IT310 aoo
EIOT=-1 2 | 2 13 000 e00 15000 e00 15 000 00 13270 ae0 13 270 a60 14 3830 aal0
EIOTH-1 35 | 35 12 500 620 12500 20 12 300 20 0G0 ae0 I0&I0 a60 12 740 a0o
EIOT=-18 | A 10 500 B30 103500 B30 10 300 B30 8730 aan 8730 a0 010 8350
EIOT=-2 0 a 8 7100 B30 8 700 B30 8 7100 B30 8333 aa0 8 3535 180 10330 a0
EIOT=-2 5 23 A zZ00 B30 a 200 B30 A z00 B30 T B40 400 T R4A0 400 101832 1 oig
EIOT=-3 0 3 7430 BT0O T 430 BTO T 430 BT0 B 800 410 b 800 410 |0 080 1 130
EI0T=-4 0 i | T 200 B30 T 200 B30 T 200 B3l b 000 a0 b 000 ae0 ae00 ae0
EIOT=-3 0 a a7an ala a 7130 313 a 730 ala 4 770 280 4770 280 T B3 B0
EIOT=-6 0 b 4 800 430 4 800 430 4 800 430 4 000 240 4 000 240 B A00 a0
EIOT=-A 0 i d 600 430 3 600 430 d 600 430 3 000 180 a 000 180 4 800 aA0
EIOT=-100 1 2800 d10 2 800 410 2 800 410 2400 140 2400 140 800 aan
EIOT=-120 12 2400 13k 2 400 13k 2 400 a3k 2 000 120 2 000 120 1200 a0
EIOTx-16 10 Ik | a00 232 | aO0O 292 | 00O 2a2 | 300 100 | 500 oo 2400 400
EIO0T=-200 20 1 400 196 | 400 196 | 400 136 | 200 a3 | 200 a5 1 800 a40
WA = =030 =030 =030 =030 =030 =03n0
[mm} =

#: Pls, set up the feed speed under the 50% of conditions we descripted as above when you do the processing of Y groove,
#The standaerd of Ap[cutting depth) is 0.3d.

H VNN T by - BRI R s LT & A -
s adlHA FE) L0 So iR -



EI08X {EABHHTIE B B ATt 1 60°

' End Mills For Chamfering 60°

UM AlITIN A o 2N
Carblde  X-MaMo " ] rﬁ\\ @
Code Mo, E108X-Dc Ho is
d AITIN T
iy EIDGX

3 .

9 .

7] .

B [ ]

5 *

g .

10 &

15 ]

16 *

20 40 100 20 *
- h

FI09X 1EABHHTEEINE B A AT 7090°

' End Mills For Chamfering 90°

UMG AITIN A M 9g,
Carblde  X-MaMo 0° / r_sJ\ @
o | Code Mo, E109X-0c Oc ¥

Do Lo L d AITiN L
b M M hét EID9X

9 4 A6 A * =

g = 38 g .

4 g 500 4 .

£ 10 500 5 .

= 12 500 5 . -

z 15 i z .

10 16 3 10 .

12 18 75 12 .

16 25 90 16 .

a0 a0 100 a0 .

B3

Stepl « 5 FHRC

P/H MKN s

SEE IR

Type of Operation

Wo

rk Material

in/ i

P G2

gl (B4

[arhan ke

GRd

|BS ERAIRE

{5 £ <2HRT
TG

H -3 ayed Shae

H

W 20-3EHRC
Hardend St

GRE

{8 3B-4BHRL
Hardene d Stee

GRE

BHER 48-SRHRL:
Hardenad Stoe

O

LR7

WL - BEHRC
HardenedStas

M|GRE

THA

BRID

Sn g5 Sk

Bum num

[GRII

A
Capper

M |GRIZ

s
Pascs

GRIA

BEHELFRF CFRF
Compazte Matar 3

GRI4

h2
Graph e
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EI08X tNEIETSER

Recommended Milling Conditions

Ei08X /E109% f Chamfering EIAIIT

o —n - 1 e s
41 R Erfz EoEm | G _Ha ROEHH | GR4PEA GRS BILA | GR.E TR GR.7IEY GR.ID &
i B o T Low-3 myedSlee| H-a owed Slee | Haidened Slee | Hardened Slee |Stainless Stee B e P
PRl i e SR [-30HRC) [3D-3BHRC) | [3E-:EHRC) | [EEEREDMER | SRR bl
mﬂﬁg A0-~70 A0--70 A0-~70 A0-~-30 a0---50 030 ﬂﬂ"‘f?’ﬂ 00200
o my/min i
o oy | FPH | Fed | RBPM | Feed | BPM | Feed | RPM | Fesd | BPM | Feed | RPM | Femd | RPM | Femd | BPH | Femd
Coda Mo . MR | R | MM | REEE | DNRT | RERT | DR RRAT | DMEE | REET | neaT | 2nAT | DERE | REEE | DEAET | 2RAE
: £ Im n-1] |mmfm n} |m nd] {Immima)f [mn-] (mmima) |mnd] |mmimoa)| [mnd] (immima) |moo-l] {|mméma)) [mad] immimoa)| |m o) ({mmim o
E I0AXSE 108x-2 2 Il 6T0) 70O |11 6TO) OO |IIGTO| 70O | 4774 143 | 4774 143 | 4774 143 |11 eT0} TOO (13815 1432
E I0RXJE 1 08x-3 3 BT53) 525 |BT33 ) 523 |BT33| 523 | 3183 oo | 3 183 oo | 3183 oo ﬂ?ﬁﬁ 535. I0 BI0Ol 854
E I0RXJE 1 08-4 Fi Tooo) 420 (yOooo) 420 | yooo | 420 | 3183 oo | 3 183 oo | 3183 100 | rooo| 420 (9550 855
E IOBAJSE [08x.-3 3 23728 343 (5728 343 |5728 ) 343 | 254k | |00 | 2 54& 00 | 25496 (| 100 -_5_'?2-5 343 | TR3AB| TR
E I0A-SE I08%-B b A7Fq | 286 (47T4 | 2R (47TWd | AR | 2 [22 an 2122 an 2122 an 4774 286 | B3GR | TOO

EIDGA/EINSX-B | B |3560| 959 | 3960 399 [3960| 356 | 1888 (20 | 1888 | (20 | 1988 | 170 | 3560 358 |5570| G6A

EIOAR/E ID9x-10 a 28R | ZBR | 2ABA | ZAR (2 ABD | IAR | [ 501 a5 | 581 g5 | 581 85 | 28R4 | 286 | 4456 TII
E I0AXSE [D94-12 12 2387 | 238 |(I38T | 238 (I 38T | 238 (158901} 127 (15801 127 [15891] 27 EHE.:" ;%'Eﬂ 1878 Tl&

EI0ARE ID9=-1R G | ¥a0 16 | ¥80 I 16 | 780 [1e | 1183} 118 I 183 g | r18afp e I 780 e | 28980 ( 5337

E I0A%/E |D8x-20 20 | 432 a1~ 1432 | IAE | | 32 i1 85 g5 854 g5 854 g5 [-5132 AR |2 387 | 477

EIN&X /W Groove Process VEINT
GRZIESHM | GRAMSERM | GRA WA GREBGA | GRE TIAH

Wurtﬁﬁjaﬁrial Eaﬁsgnﬁéﬁal Low-3 myedSlee| H-3 oyed Slee | Hadened Slee | Haidened Slee (Stainlass E:tEIEI iﬂaﬁ:ﬁ AﬁJHn::iaiiﬂm
[-24HRC) (-30HRC) [30-3BHRC] [3E-4EHRC) | (EEFE WM ey
Eﬂ’?ﬁ Al 70 A0~70 A0~ 70 20500 2050 2050 A0~710 |00~ 200
il T RFPH Fead RFH Femd RFH F=ad RFH Femd RFH Femd R PH Feed | RPH :Faad | RPH Faed
CEE R mae | g | e gt | DT | pndE | DERE pRaE | DASE | BRaE| DedT| 2w | DR RiaE | 0t | R
Im n-1] |mmsm n} |m nd] {immsma}f [mn-] (mmima} |mod] [mmima)| [mnd] immim o} |mon-] [mm'ma)mad] mm/m | |m n-] [jmmm n
E I0Bx.-2 2 Il 670 TOO (11 &TOf 7OO (1IGYO| YOO | 4774 143 | 4774 143 [ 4774 143 |11 &TO] TOO |I5815 1432
E0Bx-3 | BT533| 525 (A T33 | 523 |A 733 | 525 | 3183 oo |3 183 oo | 3183 100 ‘ﬂT‘jﬂ 5?5 I0 610l 854
E0Bx-1 q ToOoo| 420 (rOOO) 420 (rFOO0O) 420 | 3183 oo |3 183 oo | 3 183 100 | rooo| 420 |8330)| 8935
E [0B¥-5 3 3728 343 | 5728 | 343 | 5728 | 343 | 254k 100 | 2 54k 100 | 254k 100 5 TEE.:.mﬂ-ﬂ:ﬁ ThRAB| TR
E I0Bx-h = A7Fra( I8 | 4774 ) 286 (47X | 286 | 2122 a0 2122 a0 2122 a0 q7Trg | 28k | B ARG | TOO
E [0Bx-A i 1380 358 |(3380| 35@ |3 5680 | 358 =1:l-] 120 | 988 120 | 989 120 55'51] 338 | 3370 hAA
E [0Bx-10 0 2864 | ZB6 | 28B4 | IAR |2 ARA | ZAR | 581 83 | 581 85 | 581 a3 2064 | 28R | A456( TI2
E I0Bx-12 12 2387 | 238 | 238T | 238 |2 38T | 238 | 581 127 | 581 127 | 581 R - SEHEN 55978 | 716
E I0Bx-1h 16 | T80 G | T80 I 1& | T80 G | 183 1a I 183 1a | 183 1a | T80 I | 2884 | 337
E |08x-20 20 | 432 | B | 432 18k | 432 186 = | 83 854 83 834 g3 t.ﬁﬂﬂ |_'|:5|E= 2387 | 417

#: Pls, setup the feed speed under the 50°% of conditions we descripted as abowe when wou do the processing of W Qroove,
# The standard of Ad[cutting depth] is 0.2d.

1.FPlease work with good rigidity ¢ high precision facilities and collet chuck.,

Z2.Flease choose proper cutting fluid.

J.Thecutting data is reference value only, Pleese adjust it according toyour real working conditions,

4 If RPM iz lower the reference value the Feed rate [fz) and RPM should be reduced by the same proportion.
a. [f wibration ococurs during cutting, please reduce cutting parameter,

VBN T BT - Efn R R L EEEiThs0w LT & -

# adlE1A FE) L0 SoREEE -

GREAMENT - EEEI A -

GPREEIEEA 5 T IFr i enEliE -

SEHENFFERRSES NEETREEE - EENTR - (RS ST - B - EAMsFE%E - HUHIFTFEITHEE -
PSS REEFRRTESE - BB E BT E— /I ERE -

5. HEINN TR0 R aS HIRmW - sREEENET -

= N I N
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End Mills For Back and Front Chamfering / 90°

ENOHX / E120HX iBiiris i 25 @8 B ALLET /) /90°

Dc
C
-D02

Dc
B
-D D2

4.5
4.5
5.5

10
12

3:I:

_'h._'.._'.._'..Ell:ll:lE
T Gl b = O 0 =l

| o . L
b3 D —d

005
0.08
01
0.15
02
02
02
02
02
02
02
02
02
02

i

0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
2

i s il — s

M

50
a0
50
all
50
60
B0
70
a0
30

b oo @ Mm@ oo b e W0 Lo a oo gn.

— —

=T r R r R R O R o gn.

— —

L
M

248
4.8

6.4

7.5

H.H
10
11.3
12.8
14.8
15
20
25
A0

L
mm
12
14
16
1H
20
e
24
5l
41
4H

O
M

04
0.7

1.3
15
i
2.2
243
2h
=4
4.1
45
5.2
b

o

mm
16
{5
.
L
2h
g
4.1

45
B.2
Th

Code Mo, ENOHX-0c

Steel < 48HRC

Il

P/H MKN s

1 N f= G0 G GO |00 G0 G0 G0 |G GO GO oo et
* & & & & B B B B B B BB

810|000

MG AITICYN
Carbl de HX

e @5
i LT

Type of Operation

/=
ISIN

Work Material
GRI ki

[arhon Stae

Code No. EI20H¥%-Dc oy (1ha R HAC

Lo -3 cped St

Il

&

'EH& L3 20-28HRC

H -4 yed e

e

Hardae d 3haa

Hardenad Stes

ERG B3 48-SeHR

Hardenad stes

2Ry B3 56-GEHRL

Hardepad Stes

Lo [ R SRR O e I e O o o Y o I P B 5
s & & % B & & & B

gRE (144 o

BRIDT o

SaiessSos

Boumium

o (A o

Lopper =

B 2

Fastes

_&_ ]

[ompoate Matera

o B2

Graph b

&
EHIE-SL:'% O

TEanum

EHII’:-ig

H ke

GRIT &R -"‘:-I
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FINOHX / EI20HX tEE{t&E S

Recommended Milling Conditions

Th13

GI2

B2

BI1Z

12

B33

GRI5 & g GRIOEE GRIDAE

TiLanium Alurminium Aluminium

| 530 F5-A0 | 00~ 200

RPM | Foed | RPM | Fesd | RPH | Foed
MERT | BT | DEAT | LR | DEET | 2RAE
[m o] |mmimal [mnd] [mmsmonl| |m o) ||mmimon
A77a| 286 |14 323| 2 148 |31 830 4 7o0
190 | 9549 | 1430 |21 220( 3 183

143 | 7161 | 1 260 |15 915 2 387

114 | 5729|1030 |12 732 | 900

|00 |a4774 | 1000 |106I0[ 1591
196 |a5a7 | 818 | 5084 196a

119 | 38768 | 835 | 9549 1432

127 |3536 | 742 |8 848 | | 327

1273| 1a |3 @3] 763 [7E39( 1145
121 |3 00| 651 [E844| 1041

1ol | 111 |2817]| 612 |G 366| 954
158 |z 188 | GI1Z [s570( 1 114

795 | 159 | 1750 612 |a4as6 ]| 1 114
158 | 1581 | BRE |3713| 1114

GRI5 & &g GRIOEE GRIDAE

TiLanium Alurminium Aluminium

| 530 3560 | 00~ 200

| RFH | Food | RPH | Femd | RFH | Food
| AT | T | DT | SR | DR | T
[mn-l] [|mmima)f [mad] {mmima)| Jm o] |jmmim o
1581 | (00 {4774 | 1000|i0610f 1991
18168 | 135 |4547 | 818 [9094( 1364
1581 | 119 |3978| 835 |9549 | 1432
1414 | 127 |3536| 742 |@848 | 1327
1273 | 11a |3 ma| 763 [7E39( 1145
i {rist] iz |3 oo 851 |E8aa] 1pa)
IO61| 111 {2817 EI1? |E36E| 854
159 |2 188 | BIZ |5570| 1114

795 | 159 | 1750 612 |a4s6]| 1 114
E63 | 158 | 1591 | BEB |3 713| 1 114

ENOHX f Chamfering EIEIIT
: GR.Z{EH GR.4 GRE T4
a= e GR. i : 16 &2 Ik .8 440
i e Low-3 myedSlee | HardenedSLleel | Slainles= SLeel
ar dftarid aroon EE ['E&HRE] [SD'SEHR.E] Emmﬂlﬁ
mﬂﬁg A0—&0O 23—~T0 |5—40 23—130
“e m/min
#lap THE RFH Fead RFH Fead RFH Femd RFH Fead | F
ot oo |mEE | anE  DEAE pSIE | AT 2N AWl 2|
: & [m n-1] {|mmSm n} |mnd] {[mmimnlf [mno-1] mmimna)] |mnd] {[mmsm ]
ElIOH®-1 | 19 3231 2 148 (14323 2 148 | 7337 A7F |11 140 833
ElIOH®-1 3 | 3 95498 ( 1430 | 83399 | | 430 | 5300 ala TAZT
EllOR=-2 0 2 TIGI|{ 1280 T IR0 ) 1280 | 3978 238 5570
ElIOH®-2 5 23 a¥z28 ) 1030 5T28 ) 1030 | 3183 238 | 4456
Ell10RH-3 i | A7Ta | 1000474 ) 1,000 | 2652 1 8A aria
EllIOH®-3 5 A%5 547 BIA | 45497 ) BIA ar7a 20 AR3AT
El10H=-4 | 18978 | B35 197TA | A3S 2387 214 3183
EllOHA-4 5 g5 1536 T4Z sl GRERT ] 2122 190 20za8
El10H"-5 5 3183| TR 3183 | 7R3 1910 200 2546 | 305 |3 183
E | 10H%-5 5 ss5 |[31o0| 651 |31o00| 651 | 1736 | 182 | 7314 3 100
E | 10HA-R B 281T | BIZ 2817 BIZ I856 194 2387 | 288 | Z28IT
E | 10H#-A A ZI6A| GIZ [Z18A) GI12 | 1392 | 184 | | 780
El10HA-10 10 | T30 RBIZ | ¥350 ) BIZ 1114 217 | 432 | 286 | T30
EllIOHA-12 |2 | 391 REA | 591 RRA o7a 250 | 183
E120HX / Chamfering FIEIIL
: GR.Z{EH GR.4 GRE T4
a= e GR. i : 16 & Ik .8 440
i e Low-3 myedSlee | HardenedSLleel | Slainles= SLeel
ar dftarid aroon EE ['E&HRE] [SD'SEHR.E] Emmﬂlﬁ
@ﬂlﬁg A0—&0O 23—~T0 |5—4d0 23—~130
Yo m/min
#lap THE RFH Fead RFH Fead RFH Femd RFH Fead | F
ot oo |mEE | anE DR RS NI AN AW a5 |
: & [m n-l] {[mmfmoa} |[mad] {{mmimoalf [moa-l) [mmimoa] [moad] [mmim o)
E 120HH-3 | dFra ) (000 ayrd) 1000|2652 188 AT1a| 334
ElZ20H®-35 )al d547 | BIA | 4547 ) BIA | 2 TIA | 204 AR3AT | 381
El20Hx-4 b | 18978 ( A35 | 3978 | AAS | 2387 214 3183 | 3349 | 3978
El20H®-45 g5 1536 742 1536 | Ta42 | 2 122 180 2828
E I1Z20H=-3 3 1183| TR 1183 | TR3 |1 310 200 7546
EI120H=-335 3.4 3100( BSI 3100 ) B3I | T35 i s 7314
E I120H=-B [ 28I17| BIZ 2917 BIZ | B3R |84 238T | ZAR | Z29IT
E |20H#-A B |2188| B12 | 2188 | 612 | 1382 | 184 | 1780
E 1Z20H=- 10 10 | a0 BIZ |30 BIZ I 114 217 1432 | 286 | 730
E 120H- 12 12 |15 | g6 | 1591 | 666 | 828 | 250 | 1 183
1.Flease work with good rigidity  high precision facilities and collet chuck,
2.Please choose proper cutting fluid,
J.Thecutting data is reference value only, Fleese adjust it according toyour real working conditions,
4 |1f RPM i= lower the reference value, the Feed rate [fz) and RPM should be reduced by the same proportion.
o.If vibration ocours during cutting, pleese reduce cutting parameter.
1 FREA M - EEEHTEEREA -
7. AR tEEA 5 T e pn el -
3. tEEIEFE RSB R TEHNFTEREE - EEINTE -
4. DR SRR R AT TIENE - BIEELS R B Rlom R [E]— i B -
5. WA TRIIREE SRR - SREEDENFE -

Ao LA - B - EfAWs FEE - S EHRFETEE -
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BT /)
d Mills For Rib Processing

= ——

Apperance
!
]
L
Code No F&92TX  FARATX  F&70TX  F&F0TX  F&473TX  F&495TX
; SMG SMG SMG SMG SMG SMG
Carhide Catblde Carblde Carblde Carblde Carblde  Carblde

: ATISIN | AMISIN AITISIN  AITISIN  ATISIN | AISIN
Coating X TX TX X TX X

holix Angle %}BD" Ao %)anﬂ %)anﬂ Q/BW %)anﬂ
No.of Flutes @ %% é& @ %% $
2 4 2> [ 4 2

57



F&¥#ITX

SMG
Carhlde

AITISIN
TX

EH



FOR2TX +lzdB nfl¥il & filE i Sn s L L i/

l End Mills For Rib Processing

Code No, FARZTX-Oc=L1
Dc LI Le L d DI AITISIN Dc LI Le L d DI AITiSIN

Steel <« £ZHRC
P H MK N S

-EI}E mm mm mm hE mm  F&Q2TX -EI}E mm mm mm hd mm  F&R2TH e @ - 8
02 0503 60 4 017 e 16 10 23 60 4 145 e

02 1 03 50 4 017 = 16 12 23 80 4 145 a

02 2 03 60 4 017 e 16 14 23 80 4 145 » —

BES 4 03 &0 Sl - ek e E e e (R e nlidh L] CMG AITIEIN
03 1 045 650 4 027 = 16 18 23 B0 4 145 e Carbl de Ty
03 15045 50 4 027 e 16 20 23 60 4 145 e

03 2 045 60 4 027 e 16 26 23 B5 4 145 e

03 3 045 60 4 027 e 16 30 23 70 4 145 e

e e 16 6 24 &80 4 155 e

04 1 06 60 4 037 e 16 8 24 60 4 15 an° 2
04 1506 50 4 037 e 16 10 24 60 4 1855 e

04 2 06 60 4 037 e 16 12 24 60 4 155 e

04 3 06 50 4 037 e 16 14 24 &80 4 155 ® M

04 4 06 50 4 D37 e 16 16 24 50 4 15 e ,.J\ Iﬂj"
04 § 06 50 4 037 e 16 18 24 B0 4 155 e

04 6 06 G0 4 037 e 16 20 24 G0 4 155 e

[l 8 o o g 18 6 27 60 4 175 e Type of Operation
05 1 OF 50 4 045 e 18 8 27 60 4 175 e

06 2 OF 60 4 045 e 18 10 27 60 4 175 e

05 3 07 60 4 045 e L I S D @

06 4 07 50 4 045 e 18 14 27 60 4 175

05 6 OF 50 4 045 e 18 16 27 &80 4 175 e

05 8 07 50 4 045 e 18 18 27 B0 4 175 e R

05 10 OF 60 4 045 e 18 20 27 B0 4 175 @

06 2 09 50 4 055 e 5 4 3 &0 4 195

06 3 09 50 4 055 e 2 B 3 B0 4 195 e

06 4 09 50 4 055 = 2 B 3 B0 4 195 e :
06 6 08 50 4 055 e 7 10 3 B0 4 195 e wWork Material
06 8 09 50 4 055 e 2 12 3 B0 4 195 e g

0F 10 08 50 4 055 e 2 14 3 50 4 195 e BRI |0 St b
07 2 1 &0 4 0BS e 2 16 3 G0 4 195 e

07 4 1 &0 4 065 e 29 18 3 G0 4 195 = P |ep 5 EHBAHRC | o
07 6 1 50 4 065 e 2 20 3 60 4 195 e S
0Ff 8 1 &80 4 065 e 2 25 3 B0 4 195 e ppy |BOEHESIHRE | o
08 2 12 50 4 075 e 2 30 3 0 4 195 e H -4 oyed Stee

08 4 12 50 4 075 e 235 3 75 4 195 e :

G8 B 12 b6 & :UEito: @ S 40 3 B0 4 195 e BR4 Eﬁéﬂﬂ“ &
08 8 12 50 4 075 e R “ :
08 10 12 60 4 075 e 26 10 37 60 4 24 o | BILA SE-4EHRE |
08 12 12 60 4 075 e 95 12 37 50 4 24 = i

039 4 14 50 4 085 . 265 14 37 500 4. 24 . opy |EILA4E-SHHRD | o
089 6 14 50 4 0BS e 26 16 37 GO 4 24 o Hardaned Shee

09 8 14 60 4 0BS = 26 18 37 GO 4 24 5 1L 5 (A
09 10 14 50 4 0B e 26 20 37 GO 4 24 “ BR? |t | <
i eV S Bt b e [ et ] o

1 3 15 50 4 095 e 956 30 37 70 4 24 . Miopg [T

1 4 1.5 8501 4 095 e 256 40 37 B8O 4 24 . St 0 s St

1 B 15 60 4 095 e 3 B 45 50 5 285 e g [ ¥
1 8 165 60 4 095 e 3 10 45 50 65 285 e KIERY P o0 ©
1 10 15 50 4 095 e 3 12 45 60 6 285 e

1 12 15 50 4 095 e 3 14 45 B0 B 285 epiplet

1 14 15 60 4 095 e A 16 45 G0 B 285 e Aumnum

1 16 1.5 50 4 095 e 3 18 45 G0 5 285 e oy A
1 18 15 60 4 095 e 3 20 45 G0 G 285 e Capper

1 20 15 60 4 095 3 26 45 70 G 285 e e

12 B 18 50 4 115 e 3 30 45 70 G 285 e N[GREZ [T

12 B 18 &80 4 115 e 85 adh pAdhe AAE SE: GHG .

12 10 18 50 4 115 e 340 45 90 6 285 e oy |FEaH A FRP CFRP
12 12 18 60 4 115 3 50 45 100 6 285 e Compaste Hamr 4
12 14 18 60 4 115 e 4 12 5 60 6 385 ® =]

12 16 18 &0 4 115 e 4 16 6 B0 6 3PS e BRI gt o

14 B 21 80 4 135 e 4 20 B TO 6 385 e 2

14 A 21 50 4 135 . 4 26 6B 7O 6 485 . EHIEﬁﬂ%

14 10 21 60 4 135 = 4 30 6 B0 B 385 e Teanum

14 12 21 &80 4 135 e 4 35 B B0 6 385 e slgp

14 14 21 860 4 135 e 4 40 B 90 6 385 e Hche

14 16 21 60 4 135 4 45 B 100 6 385 e fioa

15 4 23 50 4 145 e 4 &0 B 100 6 385 e GRIT ot s S
15 6 23 50 4 145 e

15 B 23 &80 4 145 e

2



F692TX YHHEFSE5E

Recommended Milling Conditions

Slotting  EIAE

WMl GR iy CRIESER JGR1 ESEH GR4 BHEHE) GRS FHEH GRd e GRT -

T L Cahae Slee ! Los-g mwd Slee | H-3 med Siem Haidznzd Zlzz f Haidznad Slzz Haidznzd =Llzz Haidzned Elzz

I-2aHRCT  |-DIHRCI [A0-3BHRE)  [AB-4BHRLC) [4B-54HRE) [5&-tBHRLC]

" [ RFH Fezd RFPH Fzzd R PH Fzzd F:FH Fezzd
aom | TERR | ppme | paEe |0 | EeEE | swEs | P | BeET | mess | P | EeEE | maEs |0
Im n-11 |mm'm nl Im M) |mm/mnl |mn-1l Immim nli lmmM |mm/mnl
FER2TH 0.2=0.5 50,000 20 0.009 50,000 170 0.00E 50,000 150 0.00d 50,000 10 0.003
FEI2TH 0.2=1 50,000 320 0.008 50,000 150 0.005 50,000 150 0.004 50,000 10 0.003
FEI2TH 0.2=2 50,000 240 0.00E 50,000 130 o.oo4 50,000 120 0.003 50,000 10 0.oo2
FEI2TH 0.2=3 50,000 280 0.002 50,000 100 o.ooi 50,000 100 o.om 50,000 10 0.0o01
FEI2 T 0.3=1 8,000 448 0.009 < 8,000 352 0.00E 1,600 264 0.004 14,600 14 0.003
FEI2TH 0.3=1.5 40,640 JEA 0.008 40,640 208 0.00s 34,160 208 0.00d 14,600 13 0.003
FES2 T 0.3=2 33.zon 280 0.00E 33200 224 0.004 26,560 152 0.003 14,600 12 0.002
FES2TH 0.3=3 25,520 192 0.002 25,520 152 o.oo1 20400 104 0.o01 14,600 10 0.o01
FEI2 T 0.3=4 20,960 13E 0.001 20,960 112 o.0m 16,720 a0 0.oo1 14,600 1 o.0o1
FE92 T 0.A=1 42 ,1E0 528 0.011 38,480 176 o.oor io.a00 25E 0.004 14,300 17 0.003
FE92 T 0d=1.5 42 ,1E0 528 0.011 38,480 ITE o.oor io.A00 25E 0.004 14,300 17 o.0o3
FE92TH 0A4=2 40,000 4 A8 0.009 35,660 344 0.00B 28,560 232 0.004 14,600 17 0.003
FE92 T 04=3 15,600 408 0.005 30,000 212 0.004 24,000 184 0.003 14,300 1E o.oo2
FER2TH 0A4=4 32,800 152 0.004 26,480 224 0.0o3 21,200 152 0.oo2 14,300 15 o.oo1
FE92 T 0.A4=5 30,800 1M 0.003 24,080 192 0.0o2 19,280 128 0.001 14,300 14 0.001
FER2TH 04=E 30,800 260 0.o0o2 24,000 180 o.om 18,000 100 0.oo1 14,000 10 o.omi
FEI2TH 0.A4=8 30,800 240 0.0o2 24,000 160 0.0m 17,000 a0 0.001 14,000 10 0.0m
FEI2TH 0.5=1 A5 440 120 0.013 32,480 408 0.0 26,000 200 0.008 14,000 20 0.004
FEI2TH 0.5~2 A5 440 120 0.015 32,480 408 0.0 26,000 200 0.008 14,000 20 0.004
FEI2 T 0.5~3 35,360 528 o.oor 25,760 296 o.oor 20,560 208 0.005 14,000 119 0.004
FEI2 T 0.5~4 2480 464 0.008 23,760 e | 0.00E 18,960 184 0.00d 14,000 18 0.003
FE2TH 0.5=E 26,720 33E 0.004 19,760 200 0.003 15,760 136 0.0o2 14,000 1B 0.001
FEI2TH 0.5=8 23,280 256 0.002 17,280 152 o.0o1 13,840 104 o.0m 14,000 14 0.001
FES2TH 0.5=10 20,880 200 0.001 15,660 120 o.ooi 12,480 a0 o.om 14,000 12 0.0o01
FER2TH | [LB=&'DEb=XD b= 50,880 932 0.023 31,280 480 0.01E 25,040 328 0.011 12,000 23 0.00E
FER2TH 0.E=E 25,680 41k n.oo¥ 18400 232 0.00s 14,720 1E0 0.0o3 12,000 119 0.oo2
FE92TH 0.E=H 21 440 112 0.004 16,000 184 0.003 12,800 128 0.0o2 12,000 17 0.0o01
FEO2TH O0.E=10 18,720 240 0.002 14,320 144 o.oo2 11 440 104 o.0m 12,000 15 0.0o01
FE92TH 0.8=4/0.8=E 29.E8D 744 0.027 19,280 ip4 0.019 15,840 2b4 0.013 8,000 20 0.m
FER2TH 0.8=8 19,280 41E 0.009 13,760 240 0.00E 11,040 1E0 0.00d 6,000 1E 0.003
FER2TH O0.8=10 16,800 13E 0.00E 13,760 240 0.00E 11,040 1E0 0.00d 6,000 14 0.0o2
FEI2 T 0.8~12 14,960 212 0.004 11,280 160 0.003 3,040 112 0.oo2 8,000 12 0.001
FES2TH | 1=2¢1=3¢1-d 27 280 936 0.04 17,200 4 B 0.028 13,760 320 0.0z B, 500 15 0.0
FER2 T 1=E 21,200 EBO 0.023 14,080 52 0.016 11,280 248 0.om2 E, 500 14 0.006
FEI2 T 1=10 15,360 q24 0.01 11,040 240 o.oor 8,800 1EA 0.005 B, 500 12 0.003
FEI2TH 1=12 13,760 352 n.ooF 10,080 200 0.005 8,080 13E 0.003 B, 500 1 o.oo2
FE2 T 1=16 11,440 240 0.004 B,800 144 0.003 7,040 104 0.o002 B, 500 10 0.001
FES2TH 1=20 10,000 160 0.003 6,800 144 0.003 7,040 104 0.oo2 B, 500 10 o.0o1
FER2TH | 1.5=d4r1.5=E1 .5=E 18,240 B9E 0.0s¥ 11,520 440 0.0d 9200 in4 0.028 9,600 B0 0.01 B
FER2TH 1.5=10 13,280 E00 0.03 8,960 112 0.021 7120 21E 0.015 9.E00 13 0.o09
FER2TH 1.5=1E 10,300 400 0.OE 7,300 210 0.011 5,800 150 0.008 9.E00 1 0.003
FEO2TH 1.5=20 9,500 130 0.011 E,G00 170 o.oor 5,200 130 0.005 9,600 10 0.003
FE92TH 1.5=25 9,200 120 0.009 E,400 160 0.0o8 4,900 120 0.008 9,600 10 0.oo2
FER2TH 1.5=30 a.000 ann n.oor E,200 140 0.00E 4 k00 110 0.00B 9,600 10 0.0o01
FER2TH | 2=d¢ 2=h¢ 2<H 7,500 inn 0.0E4 5,200 150 0.045 4,000 100 0.032 9,600 230 0.0119
FER2TH 2=10 11,840 T3k 0.045 7,760 £l 0.031 E,240 264 0.022 9,600 45 0.013
FEI2 T 2=14 9,600 560 0.031 B,5E0 296 0.022 5,280 208 0.016 9,600 1E 0.009
FEI2TH 2=20 7.6B0 400 0.018 5,520 224 0.013 4 400 152 0.o009 9,600 1 o.oo2
FEI2TH 2=10 6,000 248 0.008 4480 144 0.005 3,600 104 0.00d 9,600 1 0.001
FEI2TH 2=dll 5,000 200 0.003 j,800 an o.oo1 j.noo 410 o.0m 9,600 10 0.0o01
FEA2TH | 219=47159=10r25=11 12,000 1,072 0.07¥ 7.6A0 536 0.054 E1ED IEA 0.033 9,600 227 0.023
FEA2TH 2.9=14 B,5E0 104 0.052 5,840 376 0.03E d 640 256 0.026 9,600 42 0.015
FEA2T 2.59=20 B, E0 520 0.033 4,880 208 0.023 3920 200 o.o1r 9,600 14 0.01
FEI2 T 2.9=25 E,080 416 0.022 4,400 240 0.015 1520 1EA 0.0 9,600 10 0.008
FEI2 T 2.5=30 5440 344 0.014 4,000 200 0.m 3,200 136 o.oor 9,600 10 0.005
FES2TH 2.5=40 5,300 oo 0.01 i,500 160 0.00E 2,800 100 0.00d 9,600 10 0.003
FEO2TH | 3=By¢ 3=107 3=12 10,560 1,17k 0.103 E,400 560 0.072 5,120 iB4 0.052 8,000 435 0.031
R =14 7.EAD aoo 0.072 4,960 408 0.051 4,000 280 0.036 8,000 A 0.021
FERITH =20 E,240 E00 0.05 4,240 20 0.035 1440 224 0.025 8,000 27 0.015
FER2TH 3=130 o AED 41k 0.02E 3,600 232 0.018 2,880 1E0 0.013 6,000 10 o.oor
FEI2TH 3=40 4 A00 340 0.013 3,100 180 o.oo% 2400 110 0.005 6,000 10 0.003
FEI2 T 3=50 4,200 320 0.009 2,300 160 0.005 2,200 an 0.003 8,000 10 0.001
FEI2TH | d=12fd=1b/d=Zk E.B00 1,024 0412 4,080 480 0.078 3,280 328 0.056 6,000 JBA 0.033
FERZTH q4=30 4,000 504 0.0d8 2, B0 2 0.033 2,080 184 o.o24 E, 000 24 0.014
FEI2TH d=d 3,3E0 I7E 0.03 2,320 200 0.021 1,840 144 0.015 E,000 10 0.009
FEI2TH 4=50 2.3E0 208 0.018 2,080 160 0.013 1,680 112 o.oo3 E,000 10 0.0o01
r -? i
e [ "
[mm:l l---..:."';-:"'--..-' d

it



1

FORATX HIZEE FILHE # “E I e a1 L it/

= S e

Dc L Lz L d D AITISIN
_E 03 gl g il hS mm FER4TH
1 3 15 50 4 0.95 .
1 4 1.5 0 4 0.95 *
1 B 15 50 4 0.95 .
1 1.5 &0 4 0.95 .
1 10 15 &0 4 0.95 L
1 12 1.5 50 4 0.95 .
1.5 4 2.3 0 4 1.45 .
15 B 23 50 4 1.45 .
15 B 23 50 4 1.45 L
1.5 10 23 &0 4 1.45 .
15 12 23 50 4 1.45 .
15 16 24 &0 4 1.45 *
2 = 3 &0 4 1.95 L
2 B 3 50 ! 1.95 .
2 10 3 &0 4 1.95 .
2 12 3 50 4 1.95 ®
2 16 3 50 4 1.95 L
2 20 3 G0 4 1.95 *
2 25 3 G0 4 185 L
2 40 3 70 4 s .
3 B 4.5 &0 = 2.85 L
3 10 4.5 50 B 2.85 .
3 12 4.5 &0 B 2.85 .
3 16 4.5 G0 = 2.85 .
3 20 4.5 G0 B 2.85 L
3 29 4.5 70 B 2.85 *
3 a0 4.5 70 B 2.85 .
4 12 B G0 B 3.85 .
4 16 = G0 = 3.85 L
4 20 B 70 B 4.85 .
4 29 B 70 B 3.85 .
4 30 = B0 = 3.85 .
4 40 B 90 B 3.85 L
5 16 T4 B0 B 4 .85 L
5 20 T4 70 B 4 .85 .
5 40 [ B0 B 4 .85 .
5 40 L] 90 = 4 .85 L
B 20 3 70 B 5.85 .
B A0 3 B0 B 5.85 .
= 40 g 90 = 5.85 .
B a0 3 100 B 5.85 .

' End Mills For Rib Processing

Code Mo, F&RATX-Oc=L]

Steel < TOHRLC

Work Material
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F64TX YHIEFSE LT

Recommended Milling Conditions

Side Milling  BIEtDA

pam- GR.5 FEBk.&@ GR.& FEkH GR.T B{k#
el Mt a Hardened Stesl Hardaned Steal Hardened Steel
[3B-4EHRC) [4B-BEHAC) (66 -6EHRC)
Enﬁﬁn. il H“.Fgﬁg e o | Hnl.:i%g e e H“.Fgﬁfg e e
[min-1 | [mm/m n) [min-1] | [mm/mn) [min-1] | [mmfmn)
FREITH =3 14000 I 350 0 04 03 13000 | 100 0035 023 A a00 oo 0 oz 023
FGERITH | = 13 800 1310 0038 0zro 12000 | 070 003l 0243 A 500 B0 ools 0243
FRAITH | %k Il 300 | 040 0ozl 021G aano Ae0 oolg 0208 T ooao all ool oioa
F BRI TH | =A o800 T80 ooz 0 188 A 500 20 ooiz 0lI& B 100 420 0 ooa 0oa4q
FRITH 1=10 AAa00 510 ogotrl 0 126 T eO0 aln 0 ooa ol 5400 50 0 00& 005
F BRI T 1=12 A 300 480 ool ol T 200 80 0 0o5 ol 3 000 a00 0 oo3 003
FRI T | 5= 12000 | 300 0 045 03 12 000 I 250 0045 045 8 000 a00 oo3 023
F BRI TH, | 5k Il 500 | 280 O0o4al 0485 10 600 | 210 0 o3a 0445 g 100 q60 0023 0202
F GBI T | 5=A 10200 | 080 0038 0135 8 300 I 020 oo3l 034k T100 390 ools oiIsy
F BRI T | 3=10 aoon 0o 0 o3 03 A 200 aon oo3 03 B 500 A0 ool ol
F BRI T | 312 A 3500 30 0 oz8 0324 T 00 T80 0 02k Oozar 5 800 a00 ool 0182
F B3I Tx | 318 T400 BT0O oola 021G b A00O GO0 oolg 0198 3 100 230 0oos 0 i1oa
F eI T 2xh 12 800 | 280 0 0a4 0 648 12 000 | 200 00R ovraa 8 oo Too ooza 03z24g
FRAATH 2x0 Il 200 | 160 0 O5a 012 10400 | 100 0 053 0 kA[ g 400 GO0 00oz2a 0 2aa
FRAITH 2=10 10 000 | 100 0 045 035 8 000 | OO0 0045 05 A 200 00 ooz 025
FRAITH 22 8 100 | 030 0 045 0405 A 500 8&0 0044 0405 B 800 420 oola 0180
FRAITH =6 T a00 AR0O 004z 0283 T 300 o0 oo3n 03ls 3 800 270 O0lG oi1ar
FRAITH 2=20 T ooo aoo 0025 01398 b &O0 G50 0024 0 188 3 300 2890 ooaorv OllG
FRAITH 225 B 500 B30 ooz 013 b 300 GO0 ooz 013 a3 oon 200 0oos 0oa
FRAATH 2:30 B 000 a0n ooz ol b 000 430 ooz ol 4 300 150 ooo3 005
FRAITH 3=A Il 250 2300 ol 0R3 11000 2 000 0aoa 0B3 8 0oa T30 005 03
FRAITH d=10 Il 250 A A 0 09435 0R3 10 620 | 880 00e3 0&R3 g Aai0 728 ooa23 043
FRAITH 3= 12 10 500 2020 0 0aRq 0670 10000 I 850 0 o052 oGaT A 100 BRO ooar 03
FR3ITH A= 1k 8200 | BAO 0 0B 0 R34 Ao | &OO 0 04 0G3 T 100 arag oozy oara
FEAITH 3=20 A400 I 540 0058 0 580 7800 I 480 0035 058 B 300 550 0oz22 o3aila
F BRI TH q=25 7500 I 350 003 04 T ooo | 100 0025 04 B 000 450 ool oz
FRIITH 3=30 Toon | 260 004 038 B 300 I 230 ools 038 5400 J90 ooar 0144
F BRI T g2 A 3500 1 400 ol 1 a T 100 |1 350 0ova | 08 B 000 TR0 003l 07Th
F B3I TH A=k Taon 1 370 oagl 1 a G GO0 I 330 oori 1 a 3 600 740 0043 orv
F BT A=20 B 200 | 200 0 0k oA 3200 I 120 0oar 0Aa 4 500 630 0ozz2 0 5k
FRRATH qx25 B 200 | 200 0 0k oA 3200 | 120 ooar oo g 300 B30 ooz22 0 5k
F BRI T A:30 5500 Ae0 0o oar 0 64A 4 600 820 0 o028 0 B4A 3 800 OO0 ootl 0 388
F GBI T g:=40 5000 oo 0 o3 03 4 300 aon 0025 035 3500 a00 0oos o3
F BRI TH =1k A 000 | 100 013 10 A 000 | 100 1 1 a 3 500 Too 005 0h/
F BT 3=20 T 300 oo ol I a T 300 aon ol 1 a 3 200 BA0 oo3 03
FRAATH, a=30 B 300 oo 0 oA 03 B 300 Toa ooa 03 4 800 B30 ooz o013
FRAITH =40 5 500 BO0 0 05 oA 5 300 GO0 oos 013 4 500 GO0 ool oz
FRAITH Bx20 ¥ 000 | 000 013 | 2 T 000 | 000 o3 12 5 000 B30 oos 0R
FRAITH =30 B 500 a0o oz I d b 300 aon oz 1 a 4 T00 G20 oo3 03
FRAITH B0 B 000 oo 0135 oA & 000 TO0 1 0A 4 400 380 ooz oA
FRAITH =30 3 500 GO0 ol 0f 3 300 GO0 ol 0hR 4 100 330 ool oz
waEE 5
[mm) /]
e

1.Flease work with good rigidity / high precision facilities and collet chuck.

Z2.Plea=ze choo=se proper cutting fluid.

J.Thecutting data is reference value only, Fleese adjust it according toyour real working conditions,

4 If HPM iz lower the reference value, the Feed rate [fz) and RFM should be reduced by the same proportion.

5. If wibration ocours during cutting, please reduce cutting parameter.
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FaQ0TX fiziBis fRiFE E RN S IsERALE/]
Toric End Mills For Rib Processing With Corner Radius

] L Code Mo, F&R0TX-DexR=L1 D“ll.':i"' Steel < TOHRC
. ar

Dc R L Lz L d DI AITISIN Dc R LI Lc L d DI AITiSIN !",‘} . L E

B g0 mm mm mm RS mm F&POTH B, #0005 mm mm mm RS mm F&I0TH E‘t ® @& * @

D2 RODZ OS0IS G0 4 D18 DER0OZ 4 DESGSD 4 D75 e |

D2 ROOZ 1 01550 4 D18 e DEROZ € DESSD 4 D75 @ = 1 &

D2 RODZ 2 01550 4 D18 DEROZ & DESGSD 4 D75 —-!
SN, SR —— |
[ ] [ ] |

D2 ROOS 2 01550 4 D18 e i RDOZ 4 08 S0 4 DS e - AR L
DT ROOZ 1| B2I550 4 D28 » | ROOZ 6 DS 50 4 0S5 @ \

D2 ROOZ 2 02550 4 028 e | RDOZ & 08 50 4 D95 e I 4

D3 RODZ 2 D2350 4 028 @ 1 RDDZID 08 50 4 D95 =

03I ROOS 1 D25 50 4 0328 . 1 RODZ1Z D& 50 4 D95 . @?Elﬂ“ %
D2 ROOS 2 D25 50 4 028 e 1 FRDOS 2 08 S0 4 D95 e

DFROOS 3 02550 4 028 e | FRDOS 4 08 50 4 D35 e

DA RODZ 1 02 S0 4 D37 @ 1 RDOS E D8 50 4 D9 e M

DA RODZ 2 032 S0 4 D37 e i ROOS 2 02 50 4 D9 e ”J\ &
DA ROOZ 2 02 S0 4 037 i ROOS 10D 02 S50 4 D9 e

DA RODZ 4 032 S0 4 037 e | RDOS12 08 50 4 D95 e

IE ROEs: ¢ 00 (50 JHonEE o A Type of Operation
DA ROOS 2 02 S0 4 D37 i RB1 4 08 50 4 D95 e

Dd RODS 3 02 S0 4 D37 1 RB1 & 08 50 4 D35 e

DA RODS 4 032 S0 4 D37 e i RD1 & 08 S0 4 DS e @ @
DA RG1 1 0F S0 4 D37 1 RD1 10 0% S0 4 D9 e

Dd RG1 2 02 S0 4 D37 e 1 RD1 12 08 50 4 D9 e Tt

Dd RG1 3 02 S0 4 D37 e i ROZ 2 08 S0 4 D95 e PR

DA RG1 4 02 S0 4 D37 | RDZ 4 08 S0 4 DS e @ ﬁ
DS RODZ 1 04 S0 4 D46 @ i RDZ E DT S0 4 D9 e

DS RODZ 2 04 S0 4 D46 e | RDZ & 08 50 4 D35 e

DS RODZ 3 04 S0 4 D46 i RDZ 10 08 S0 4 D9 e .

DS RODZ 4 04 S0 4 D46 @ 1 RDZ 12 08 S0 4 D9 e work Material
0% RODZ & 04 50 4 D46 e i RDZI 2 08 50 4 055 e Ed

DF RODZ 6 0d 50 4 04 e | ROZ d DF 50 4 055 e BRI | ko e
DS RODS 1 04 S0 4 D46 @ i RDZI E 08 50 4 D9 e

05 RODS 2 04 50 4 DdE w i RGZ 8 D8 50 4 0S5 e pgpy o ERIARE | o
D5 RODS 3 04 50 4 048 » 1 RDZ 10 OF G0 4 03% e Lin -2 crped 3tee

05 ROOS 4 04 50 4 D46 1 RDZ 12 08 50 4 055 e ER3 A5 EH#<I0HRE ®
05 RODS 5 04 50 o D48 . 12REZ B 1 50 4 115 . H -3 oyed Stee

DS ROOS E 04 50 4 D46 12ROEZ2 2 1 50 4 115

DS RE1 1 04 50 4 D46 12R0Z 10 1 GO 4 115 e LR Eﬁé%;&w [
DS ROG1 2 04 50 4 D46 e 15RET 4 12 50 4 145 e :
S RD1T 3 04 50 4 D48 1SROT 6 12 50 4 145 » o | BILA SE-4EHRE |
05 RO1 4 D4 50 4 DJE e 1GRO1T & 12 50 4 145 ® H Hardened stea

B5 RO 5 0wl 50 GdBdET 15 RE1 10 12 50 4 145 e e L3 48 SEHRE z
DS RG1 6 D4 50 4 D46 e 15 ROET 12 12 50 4 145 e Hardaiied Shas

DE RODZ 2 0% S0 4 D55 15RET 16 12 50 4 145 e RTI
B BB e p B s O B T * ERIERE A E 5RE g 1A% [ GRY [ ]
0f RODZ 6B 05 S0 4 055 @ 1GREZ 6 1Z 50 4 145 ® Hardene d Stes

OF ROOZ 8 05 50 4 055 e I1EREZ & 12 50 4 145 ® M oRE 154

DB REDS 2 0% 50 4 055 e 15ROZ 10 12 50 4 145 @ St i et Jhet

DE ROOS 4 05 50 4 055 e 15 ROZ 12 12 50 4 145 e .

0FE RGOS E 0S5 50 4 055 @ 1SR0Z 16 12 50 4 145 = HEHE.Eﬁm Q
DE RODS & 0% S0 4 D55 e 1SROEZ 4 12 50 4 145 @ :

DERET 2 0% S50 4 055 e 1SROZ B 12 50 4 145 EF!IDEH

OFE RG1 4 05 50 4 OGS . 1ERET & 12 50 4 145 . Aumnum

DE RG] 6 0% 50 4 D55 e 15 ROZ 10 12 50 4 145 e EHIIE o
DERE1 & 0% 50 4 055 e 15 ROZ 12 12 50 4 145 Copger

D2 RODZ 2 DES SO 4 D75 15 ROZ 16 12 50 4 145 e e

02 RODZ 4 DES S50 4 D75 . 2 RB1 4 16 S0 4 15% © l-JEI:!IEPME,_3

D2 RODZ 6 DEZ G0 4 D75 % i Baeh: BDE 4 B9 . .

08 ROOZ 8 DESSH 4 075 e 2 RO!1 8 1B S50 4 185 @ BRI B HFIFRR LFRF
D& RODZ 12 DES SO 4 D75 e 2 RG1 10 1E 0 4 185 Campazta Mater 4
D2 RODS 2 DES SO 4 D75 e 2 RG1 12 1B 50 4 155 e o]

02 RGOS 4 DES G0 4 075 @ 2 RCB1 1E 1E S50 4 1% e EHMErauhte

D2 ROOS 6 DES SO 4 D75 e 2 RG1 20 1B BD 4 185 e .

D2 RODS & DES SO 4 D75 e 2 ROZ 4 1E SO 4 185 e Emﬁﬁ

D2 RODS 12 DES SO 4 DTS 2 ROZ B 1B S0 4 155 @ Teanum

D2 REG1 2 DES GO 4 D75 2 RGZ 8 1E 50 4 195 @ ”Hm;g

D2 RG1 4 DESSD 4 D75 e 2 ROZ 10 1E S0 4 185 e H ke

D2 RG1 € DES SO 4 D75 2 ROZ 12 1E 0 4 185 @ fioa

DE RD1 & DESSD 4 075 > RDZ 16 1B G0 4 1% e GRIY Hect s a3t Shaa
02 RG1 12 DES GO 4 D75 e 2 ROZ 20 1B BD 4 15% @

D2 RDZ 2 DES SO 4 075 e 2 REZ 4 1B S0 4 185 e

73



F6Q0TX YIRIEG &S

Recommended Milling Conditions

Side Milling  BIEtDA

M CRI%HR [CRIMSTA/CRI ST A GRA IEMEH / CR.E LR GR.eiFEN GRZ? IMEN
Wik Matera Caiian zrea |r|.|]|'|3 I].'EI:IEIEE.rH A qpad 1ea H-EII'I]EI"nE[IStEEJ" Hardened Stee Hardened Stee Hardered Stee
|-2aH Rl |- HeC [2B-4EHRC]  [320-3BHRC) [4E-S&H RE) [5t-&BHREC)
el n::;;:u E;E;m = = nmm Ef?;;! A = n::;;:u E;E;m 2 ol n:::;m E;?.!jm ] nE
Cida e Dc=L e [F e Imm] Imm] Tl [ Imm] Imm] Pl s Imm] Imm] el i Imm] Imm]
FESDTH | [.2x0.5 | 2ESCL | 350 C.01 L.05 | 35CCC 1HE C.0 Cos | M5ED 4Cr L0 .05 47775 ic L0 Lo
FEBDTH | [.2=i 1B, 115 52k | D.CCE | C.03 | 34B5D | 4BED | D.OCE | DO3 | 24ES 3 L.OCE | .03 | 3%E12.5 Z0 COCE | CL32
FESDTH | C.2=z | 37026 | 495 | B.G0S | C.02 | 23BED | 450 | CODS | DRz | 302%d 2ED C.0ES | C.02 M ESD 10 LoEs | L2
FESDTH | [.2=1 37,7ES E2E | O.015 | D.BT | 34350 3 O v P O T 4B C.015 | C.CT 1ESD i CL1s | CLT
FEBDTH | [.3=2 | 36,740 ECS | O.01Z2 | C.DE | 33400 550 | 0.0z | OLOE | 2CCED 440 L0z | C.CE | 26541.EET ZC Loz | CLE
FESDTH | [.3=2 | 20A4E 572 L0 L.05 | ZTBED SZ0 C.0 Lo | 24mz 41E £.C1 L0 | 21232.333| 1D L0 Lo
FEBDTH | [C.d=d IEBED | TCd Loz L. 33ELE Bl Loz L.1 ipzdD 5z Loz L. ZIEET.S 50 .0z L.1
FE®DTx | L=z | 35750 | BEZ | C.01E | C.DE | 32300 Ezl | C.ME | DLDE | 29250 45E C.CME | C.CE | 1990E.ZS 45 CME | DLCE
FESDTx | C.4=2 | 294ED | BEC | C.015 | C.0E | ZBBLD ECE | L0153 | GDE | 2MzD 4ED L.015 | C.CE 15925 4r LS | CLCE
FEBDT: | C.d=d | 2E,7ES | B2E L0 L.0s | 24350 SED L.04 oS | 2 ETE L0 Lo | 143325 ic L0 Los
FESDTH | [.5= 315,200 | T4E Cb2r | L1z | 22000 | EED L3 | 012 | ZBBED e L2 | bz 21500 i L0 | CaZ
FESDTH | [.3=2 | 25,112 720 | b.02% | 17 | 321920 | EE4 | L.LER | DT | ZETZE 531 C.02E | [.117 Z0,1CC EE L. | LT
FESDTH | 0.5=2 | zE.072 | 563 | Bp23 | 0113 | 25520 | $12 | 0023 | C113 | ZZBEE 410 L.0z0 | 112 1E,1CC 52 COCE | CA12
FESDTH | [.5=4 | 25,B0E | 4B4 | C.C1E | CADE | 23,2ED | 440 | CDME | C1DE | 20852 152 C.0M4 | CACE 14 ECD 45 C.LCE | C.1CE
FEBDT: | 0.5=% | 23,23z | 414 | 0Bd1 | 0B®% | 21420 | 376 | C.041 | C.0%% | 150CE 20 L.LAE | C.L5% 13,300 kL L.L0d | C.055
FE®DT< | C.3=E | 21,296 | 332 | OG0T | CO®C | 1%3E0 | 320 | CGOT | C.DBC | 17424 Z5E C.CCE | C.LE0 12,200 13 C.LC2 | C.CE0
FESDTH | CE=z | 251EBE | 44% | 001D | 0219 | 22,BED | 40E | DDMD | 0219 | 20582 1ZE C.0MG | 0219 | 15,200 43 Co0d | C.21%
FEBDT: | DE=d | 17852 50 | D.0CS | DAD4 | 1E220 | ZE4 | D.LES | C.iDd | 14EEE zi L.CES | L0d | 1C,ECD ZE LLEZ | L0325
FESDTx | CE=E | 14,7E4 zzk | 0.0 | DO99 | 12,440 | ZD0 | C.LC3 | C.099 | 12096 1EL L.0E2 | [C.L59 ESDD Fa C.L0 | C.C5%
FESDTx | [.E=E | 13E55 1€ | 0.0C2 | C.05 | 12450 | 1EF | C.LC3 | C.CE | 11205 144 C.CE2 | C.CE 10,E17 L L0 | [CE
FEBDTH | C.BE=d | 154CC 3196 | b.014 | DA4T | 14000 | 2ED | C.0M4 | CA1T | 1ZERD ZEE L.L1S | L7 10,200 41 CLET | LT
FESDT: | C.E=E | 1ZEB4E z9% | O.CCE | CACE | 11,EED | 272 | C.LCE | C1DE | 103z Z1E C.CCE | CACE E, 0D i L0 | C.1CE
FEBDT: | C.B=E | 11,2B4 3 | D.0CS | DOSC | 10240 | Z1E | D.LDS | D.D9D | BRHE 172 L.00d | C.L50 7,ECD z0 LoCz | C.C50
FESDTH | DEx1Z | 10,TED zzr | 0.0 | C.DE | 9.ECD Zbk | L.CC2 | D.LE BEZD 1ED L.CE2 | C.CE E, 27D 15 [l O Ol
FESDTH 1x2Z 1404 | 770 (F e L5 12740 | TCC .02 C.% 114EE SED C.o2 L.5 5. 30E 50 C.C2 C.2
FEBDT: 1 12144 | 72z | p.03C | CEYD | 11,040 | ESE | D.C3C | D.BEYD | ©93E 525 L0325 | L.ZTD E, 50D EL LL7T | C.270
FESDTH 1=E o, Bl 572 | b.0.21 | D216 | 5,040 52k | bL.21| D216 | E12E 41E L.02d | L.Z1E 7,000 B L0z | C.21E
FESDTH 1=E E,B2d 431 | b.01E | CAB% | T7.B4D 18z | b.0ME | 01B% | TOSE 214 C.C1E | [.1ES E,1CE 4E C.0C% | C.1ED
FEBDTH | 1x1D 7,744 ZEz | D11 | BAZE | 7,040 256 | D011 | Diz2B | E22E P P L0132 | LAZE 5,400 iz LOCE | C.12E
FESDTH | 1x1Z T.12E 1E5 | O.CCE | BCTZ | EA4ED 1EE | L.LCE | D.B7z | =E32 124 C.CE% | DLTE 5. 0D 1 CL0d | C.LTZ
FEBDT: | 1.2=E E, 272 0 | O.01E | BOSC | 7,520 484 | C.LME | C.D90 | ETEE 374 L.0zz | C.L5C E,Z0D EL L.041 | C.C%0
FESDTx | 1.Z=E E.ZT2 10 | b.C1E | DO%C | 7,320 44 | C.LME | D090 | ETEE 371 L.0zz | C.LE0 E,Z0D EL L0111 | C.CEC
FESDTH | 1.2x10 | 5,964 3ZE | L.CCT | D72 | 5440 Z9E | D.LCT | D072 | 4ESE 237 C.CCE | DLTZ 4,500 IE C.o0d | C.CT2
FEBDTx | 1.3=4 | 11E1E 558 | 0.045 | 0ASC | 10SED | ETZ | D045 | DASD | 2504 ESE C.CED | CA5D 9,200 124 | 0033 | pAsD
FESDTH | 1.3=E 9,3ZE SCE | b.041 | DADS | EAED Ezd4 | 0041 | D4DRS | TE2Z E59 L.055 | LADS 7,400 117 | C.LSC | L4053
FESDTH | 1.5=E E.1Ed TEE | 0034 | 02315 | 7,440 ESE | 0034 | 0315 | EESE 55T L0445 | 0235 E, 0D 55 CL2S | 035
FEBDTH | 1.5%10 | TA4ED EEL | 0.C32Z | D.2BE | E.ECD ECP | D.L2Z | D.2BEE | E1z2D 4ED L.0dz | [.ZEE E,CCD ES L0223 | C.ZEE
FESDTH | 1.5%12 | E,EEd 580 | b.02% | D270 | E.24D 536 | 0029 | D270 | SEE 425 C.02E | L.ZTC 5,400 TE Lozl | C.2Th
FEBDTH | 1.5x1E | 35,%Bd 44% | 0015 | BABD | 5440 40E | D045 | CABD | d4ERE 1ZE L.0z0 | CAED 4,700 5E L.oii1 | C.1ED
FEBDTH Z 12 ESD 935 LS CE 11,500 | B30 .05 L.E 10250 EED L.LS LE 11,14E 140 0.4 | [CES
FESDTH ZxE 11,264 ESE | 0.042 | DBID | 10,230 | E1E | 0043 | DBID | 32E E53 C.CEE | CEID 5,700 122 | C.L3E | C.BIC
FEBDTH ZxE 9,ESE E1E | 0.C3% | D720 | EBED 744 | 0039 | D720 | EDE4 595 L.055 | C.TZD EADD 121 L0232 | .72
FESDTH | 2x1D E,ECC TEE | 0.032 | B.3BES | E.DCE ESE | 0.033 | O.5BS | T20D 557 L.0d7 | [.5ES TERD 112 | C.LZE | C.5B%
FESDTH | 2x12 E,CCE Tzz | o031 | pASC | T7.ZED E5E | L.03 | D45k | E3Se SES C.0dd | L0450 | BSCD 107 | C.LZE | C.A50
DA R
[mm] ‘
1+

.Plea=e work with good rigidity ¢ high precision facilities and collet chuck.
.Please choose proper cutting fluid,

.If RPM is lower the reference walue, the Feed rate [fz] and RPM should be reduced by the same proportion.

1
2
2. Thecutting data is reference value only, Flease adjust it according toyour real working conditions.
4
b

If wibration ococurs during cutting, pleese reduce cutting parameter.

FREEMILY - EESE RS -
GREEER I T R el -

NIER SRR =R A PIEE - BER SR B B E— [ R -

1
2
3. IHARF TR SERNEETASRE - BRI - AS SRR - B - EAWsFE - HHEIREEITRE -
4
5. tNEINN T RFA0 Ras HiE - iREENENEET -
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Toric End Mills For Rib Processing With Corner Radius

] J— | Code Mo, FAROT ¥-DOc=R=L1
Dc R LI Lc L d DI AITISIN Dc R LI Lc L d DI AITiSiN

Steal < YOHRC
PlHMEKNHNS

B g0 mm mm mm RS mm FEPOTH B, #0005 mm mm mm RS mm F&I0TH ® @& * @

2 RGZ E 16 50 4 155 A4 RS & 4 EBO E 385 e

2 RBZ 8 16 50 4 195 @ 4 RGBS 12 4 B0 B 385 @

Z ROZID 16 50 4 155 4 ROS 16 4 EBO E 385 e

2 RBZ 12 16 G50 4 195 @ A RGBS 20 4 70 5 385 @ SMG AITISIN
2 ROZIE 16 50 4 155 A RDS 35 4 TO E 385 e Carbl de T
2 ROZ IO 16 BO 4 1595 e 4 ROS M 4 80 E 385 e

2 ROS 4 16 50 4 155 A ROS 40 4 S0 E 385 e

2 RBS B 16 50 4 195 @ 4 Ri 2 4 B0 E 285 @

Z RGOS & 16 50 4 155 e A4 Rl 12 4 BO E 385 e ag® 5
2 ROS 1D 16 50 4 195 @ 4 Rl 16 4 B0 B 385 =

2 ROS 12 16 50 4 155 e A4 Rl 3 4 TO OE 385 e

2 ROS 16 16 50 4 195 e 4 Rl 235 4 70 5 385 = N

2 ROS 0 16 BO 4 155 A4 R1 M 4 80 E 385 ® :rJ\ &
3 RG1 E 25 GO E 285 e 4 R1 40 4 S0 E 385 e

T RG] & 25 G50 B 285 e 5 RGZ M 4 TO OB 435 e :

2 RO1 12 25 50 6 285 @ 5 ROBZ A0 4 S0 5 485 Typs ct:0peration
3 RG1 1E 25 BO B 285 5 RGT I 4 IO B 485 @

2 RO1 20 25 B0 6 285 o 5 ROBZ A0 4 S0 5 485 @ @
3 RG1 35 25 70 B 285 5 RGS 0 4 YO OB 435 e

2 RO1 3D 25 70 6 285 e T RGOS 40 4 S0 5 485

3 ROZ E 25 S0 E 285 G &RE . @0s W 203 B ZhEE . iy

2 RBZ 8 25 50 B 285 @ 5 BRI 40 4 90 B 485 @ ﬁ
3 ROZ 12 25 S0 B 285 @ E RGZ 12 5 B0 B 535

3 ROZ IE 25 GO B 285 e E RGZ 18 5 B0 £ 585 @

2 RFEo SR SRTen . & SR 2 52 70 5 585 . Work Material

3 ROZ 35 25 70 B 285 e E RGZ 3F 5 80 E 585 e m

3 ROZ I 25 70 B 285 E RGZ S4 5 100 E 535 e GRI Ee?h:mﬂtaa @
3 ROZ E 25 G50 E 285 e E RGZ 12 5 B0 E 585 o

3 RDZ 8 25 50 6 285 @ E RCZ 18 5 B0 5 585 @ pgpy o ERIARE | o
e = i e B S O E ROZ 24 5 70 B 585 e Line-a e Suee

3 RD3I 16 25 60 B 28% @ B RD3 36 &5 80 6 58% e Bng A5 EH#<I0HRE ®
3 ROZ 20 25 GO B 285 e E REZ 5S4 5 100 B 585 H -3 oyed hee

2 RD3 35 25 O OB 285 . E REOS 12 5 ED B G585 . ERG Wt 8 30-JBHRC ®
3 ROZ 3B 25 70 B 285 e E RGS 18 5 B0 E 585 Hardiane d Shae

7 RGOS E 25 50 B 285 e E RGOS 24 5 70 B 535 e WL JE-4BHRE

3 RGBS @ 25 53 B 285 e E RGS 3 5 80 B 585 w BRE [iemdshe | ®
3 ROS 12 25 50 B 285 E RGOS 54 5 100 B 585 H e T

3 ROS 16 25 GO B 285 w E Rl 12 5 B0 E 585 BRE | et | ®
3 ROS 0 25 GO B 285 E RI 18 5 B0 E 535

2 RBS 35 25 70 6 285 o E Rl 24 5 70 5 585 o Hi BILA 5b-GHRD | g
3 ROS 30 25 70 B 285 e E RI 36 5 80 B S&5 e Hardene 3t

4 RO1 & 4 B8O 6 385 & RI 54 5 100 6 585 e Miopg [T

4 RD1 12 4 60 6 385 ® | i ess e

4 RR1 16 4 B B 385 e Klopo B8 o
A4 RO1 20 4 70 E 385 e Cast nan

4 RG1 25 4 70 B 385 e i

A RG1 30 4 8 B 385 e GRIDTs un gum

4 RE1 40 4 S0 E 385 e i 5
J FO @ W 60 Eeives e BRI pogper o
4 REZ 12 4 EX B 385 e e

4 ROZ 16 4 6D B 38% . W |GRIZ i

4 RDZ 2 4 70 B I8 e .

A4 ROZ 25 4 70 E 385 w LRI W fiFLFRP FRP

4 RDZ 30 4 &0 £ 365w Lampste fatera

4 ROZ A0 4 90 B 385 e EHI-&E%

4 REZ & 4 EBD E 335 e Giraph be

40 RDEERS W B0 PREERR e Eﬂlﬂiﬁi

4 REGZIE 4 B B 385 w Ttaium

A ROZ I 4 TO E IS5 w i

4 RE3Z 25 4 70 B IS5 w S (BRI

A4 ROZ I 4 80 E 385 w g

4 REZ 4D 4 80 B IS5 e L

TS
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Recommended Milling Conditions

Side Milling  BIEtDA

M CRIEHA (GRS o ms 1h R4 ELH £ GRS IHER GR.6 I L GR.7 IHER
Wik Hatera E:EIIIIJIEIEE.”.I].! SIJI.HIEIEEJH A Qypad 51ea H-EII'I:IEﬁEI:IStEE_lr Hard ened Stee Hardermed Stee Hard ened SteE
[-2aH Rl [-mHel [2E-4EHRC]  [20-3BHREC) [4E-SAHREC) [5t-&BHREC)
: RFH Feed RFH Feed RPH Feed RPH Fead
e | Tt | w0 e | wmme w00 |6 | mmme | wmms |0 | Cf | weEs | wmme o8|
lin w17 fIon g n lin a-11  floaongf i ol Ion n-T1 | [oaeago o] I a-T [l ol
FEBDTH | 2x1E E.EBEd ELT | D.C2E | D313 | E,2dD 552 | D.L2E | .35 | SEHE 4z L0235 | L35 5, 500 5L poz3 | L35
FEBDTH | ZxzD E.1ED 562 | b.017 | DA%E | 5.ECD Sz | 00T | 019E | S0AD 41C C.0zd | LA%E 5,200 Bt C.0i4 | C.1%E
FESDTH IxE 12,260 | 1,375 | DAS CE 12000 | 1,250 | 013 C.E 1CECD 1C0C Lis C.E 12,740 ElH Lis C.E
FEBDTH IxE 12,220 | 1,229 | pas | ©vz | 11,200 | 1,20E | DA% | D72 | 1CCED BEE Lis | L.72 12, LCD ZT0 L1 Liz
FESDTH | 3x1Z 9240 | 1012 | BADS | DETR | E4CD 9z0 | 0ACS | DETD | TSED T2E CACS | CETD 9,000 ek | C.LTS | C.BTD
FESDTH | 3=1E E.L5E B4 | C.CE1 | CE3D | T7,2ED TEE | C.CE1 | D.E3D | EE2d E1d C.CE1 | CE3C 7,500 172 | 0054 | C.B3D
FEBDTH | 3xZD 1,392 714 | 0.0T2 | DSED | E. 72D T4 | 0073 | .SED | ECAE 563 L0723 | [C.5ED 7100 150 | C.0d4 | C.SED
FESDTH | 3xz25 E.ECC Tzz | 0.CE5 | 0495 | E.DCD E5E | L.LES | 0495 | S4CC SES C.CES | CA455 E, 400 148 | 0043 | 04595
FEBDTH | 3x30 E1ED B34 | b.05C | D2ED | 5.ECE 576 | D.0SC | C.3ED | 04D 4E1 L.05E | C2ED E,C0D 11E | 0.L2% | C.3BD
FESDTH 4=E E.ECD BE[ L1 1.2 E.DCE BLL L1 1.2 TZ00 TZ L.1 1.2 7,962 210 [0 1.2
FESDTH | 4x1z 7.E3Z 550 | L.CEZ | 1450 | TA2D EE4 | C.LE3 | 1.150 | E4CE E51 CAZE | 1450 E, 400 215 | L.LES | 1450
FEBLTH | 4x1E E.552 SCE | D.CES | 1.0DC | E.220 Ez4 | D.CES | 1.00D | SEEE E59 CACE | 1.CCEC 5, EQD Z05 | D.LES | 1.0OC
FESDTH | 4xzD ELTZ ET1 | b.054 | DBCC | 5,520 792 | 0054 | 0900 | 4%EE B34 C.CEC | .50 4,900 198 | C.LSE | C.9CC
FESDTH | =25 545E 792 | 042 | CE 4,560 Tek | o422 | CE 444 57E C.CES | [E 4,500 175 | 0042 | CE
FESDTH | 4x20 4, B0 B34 | 0.CZ7 | DEAE | 4,400 576 | 0.0ZT | D.E4E | 2BED 4E1 C.Cd CE 1,500 144 | C.LZ% | C.B4E
FESDTH | 4xdD 4,04E 37 | b.CCT | 0315 | 3,EED ZEE | B.LCT | D315 | 3Mz Z30 CL | L5 3,300 T2 CLET | 0315
FEBDTH | 5SxZ0 7,007 535 Los L5 E,27C E5D .0 L.% 5733 EED L.os L.5 E, 270 50 L.CE L.%
FESDTH | SxdD %.ECE 770 L0 .2 5. DBE TCC L.01 L2 45EE SED L0 C.2 5,732 e .02 .2
FESDTH | EBxiZ 5.E30 B4E L1 1.0 5300 EEL L1 1.0 4770 EEE C.1 1.0 5,30E ZLr L1 1.0
FEBLTH | Ex1E =170 EED LS L5 4,700 EC .0 L.% 4z3[ 4D L.os [.% 4,77E 1ED .05 L.%
FESDTH | Exzd 4,EZ0 770 C.0d CE 4,Z00 L0 C.0d C.E ITED SED C.Cd CE 4,247 120 C.Cd C.E
FESDTH | Ex3E 4,070 517 Loz B 2,700 470 .02 C.E 3330 37E C.LE C.E 3,TE 120 .02 C.E
FEBDTH | Ex3d 1 45%E 275 C.01 .2 31ED Z50h C.01 L2 ZEEZ ZLr C.C1 C.2 31ES 5L L0 L2
WA EE 8|
[mm)
L]

1 .Please work with good rigidity  high precision facilities and collet chuck.,

Z.Plesse choose proper cutting fluid.

J.The cutting data is reference value only, Please adjust it according toyour real working conditions,

4 |1f RPM iz lower the reference value the Feed rate [fz) and RPM should be reduced by the same proportion.
a. If wibration ocours during cutting, please reduce cutting parameter.

1 REEMIL - EESRE R -

2 REEEAET I mEEEE -

3. IEENEF RSB R HIFITRIEEE - BRI - SRS ENLAR - B - B FE - HHRRETRE -
4 MRS F IR TR TIEE - AR B BRI — I M ERE: -

5. ENHIDN T AFhN R a2 iR - SREE AT -
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Toric End Mills For Rib Processing With Corner Radius

] 0 — T Code Mo, FAR3TX-Oc=H=L1 T Hardened Steel 40-7TOHRC
Dc R LI Lc L d DI AITISIN De R LI Lec L d DI AITISIN =« B H| M B s
B a 200 mm mmmm kS mm FEPITX [l 0005 mm mm mm RS mm F&RETH E[ ®

i1 RO1 4 08 50 4 055 ® 3 ROZ 12 25 50 6 285 ®

1 RO1 6 D S50 4 055 ® 3 ROZ 16 25 B0 B 28% @ & 5

i RO1 & 08 50 4 055 e 3 ROZ 20 25 BD 6 285

1 RO1 10 D S50 4 055 ® 3 ROZ 25 25 70 B 28% SMG AITISIN
1 RO1 12 D& 50 4 095 e 3 RO3 30 25 70 6 285 ® Carblde T
1 ROZ 4 D8 S50 4 095 ® 3 ROS & 25 S50 B 28% S |

i ROZ £ 0D 50 4 055 e 3 ROS 12 25 S0 6 28% ’

1 ROZ & D8 S50 4 095 w 3 ROG 16 25 B0 6 28%

1 ROZ 10 D8 S50 4 055 ® 3 ROG 20 25 GO 6 28% An®

1 ROZ 12 D8 50 4 095 ® 3 ROG 25 25 7O G 8%

1 ROZ 4 08 S50 4 055 e 3 ROS 30 S O G 8% e -

1 ROZ 6 DB 50 4 095 ® 4 ROT 12 4 60 B 285 @ M

1 ROZ & 08 S50 4 095 ® 4 ROT 16 4 60 B 285 ® rJ\ &
1 ROZ 10 08 50 4 055 ® 4 RO1 204 70 B 385 ®

i ROZ 12 08 50 4 095 ® A4 RO1 30 4 80 & 385  w :
15 ROT 4 12 53 4 145 ® 4 RO1 40 4 90 B 385 ® Type of Operation
15 RE1 6 12 50 4 145 ® 4 ROZ 12 4 60 B 285 @

15 RO 8 12 50 4 145 ® 4 ROZ 16 4 60 B 385 @ @ @
15 RET 10 12 50 4 145 ® A4 RODZ 2004 70 B 385w

15 ROT 12 12 S0 4 145 ® 4 ROZ 30 4 80 B 385 @ |

15 JRBY B iE2ohh sd Labk & 4 BhZ A0=d: 90 B @0s :

15 ROZ 4 12 50 4 145 ® d RGZ 12 4 B0 6 385 m f—r @ ﬁ
15 ROZ 6 12 50 4 145 ® 4 ROI 16 4 B0 B 385 e

L = = N i G [ s 4 ROZ 2004 70 B 385 e

15 RDZ 12 12 50 4 145 . 4 ROZ 30 4 80 B 3I&ES - Work Material
L | e O 5 4 ROZ 40 4 90 E 355 e

15 RDZ 4 12 50 4 145 . 4 RDS 12 4 EBO B 28% . GRI E?h:mﬂtaa

15 ROZ B 12 50 4 145 w 4 ROS 16 4 BD E 385 e -

15 ROS & 12 50 4 145 e 4 RODS 20 4 70 B 385 @ plppy 3 EREHRC
15 ROZ 12 12 50 4 145 @ 4 ROS 30 4 80 B 385 e Lin -2 crped 3tee

15 ROZ 16 12 50 4 145 ® 4 ROS 40 4 90 B 385w opg (B EHESIHRE

2 RG1 6 I1E GO 4 185 e 4 R1 12 4 B0 B 385 e H -2 oyed 3tee

2 RDB1 &8 1B 50 4 15% . 4 Rl 18 4 ED E 385 . ERG Wt 8 30-JBHRC

2 RO1 12 1B 50 4 195 » 4 R1 204 T OB 355  w Hardeaned Shes
 RO1T 16 16 S0 4 135 » 4 R1 304 8 & 335 ® WL -4BHAE

3 RGBT I 1B GO 4 135 4 R1 40 4 S0 B 285 . BRE [iemdshe | ®
R T R Al T T H L8 ¢8-SR

2 ROZ 2 1E SO 4 135 e 5 ROZ A0 5 S0 B 48% e GRE s | @
Z RDZ 1Z 16 S0 4 135 » 5 RODZ 205 TO 6 A8%

3 ROZ 16 16 S0 4 135 » 5 ROZ 40 5 S0 B A8% LR? RILA 5h-GEHRC |
3 RGZ D 1B ED 4 195 e 5 ROS 05 7D G 485 e Hardee d Ste2
S e e 5 ROS 40 5 S0 B 48% e MIzRE 154

2 RO 8 16 S0 4 195 e 5 Rl 05 70 B 485 e (330 ess dtee

C ey e oy e 5 Rl 40 5 S0 B 48% e Hgﬂﬁ'ﬁﬁ

Z ROI I6 16 50 4 195 » E ROZ 3B B &0 6 58% @ " |Cak i

2 RE2 20 16 BD 4 1585 = E RDZ 5 6 100 6 58% e il

 ROS 6 16 S0 4 135 » E ROZ 3B E 80 € 585 ® BRID s num

3 ROS 8 1B S0 4 195 » E ROZ 54 E 100 B 58% o

3 ROG 12 16 50 4 18% e B G R e i (e g GRII Cogger

Z ROS 16 16 50 4 135 ® E ROS 54 6 100 6 58% o

2 PRDO5 20 1B BD 4 15% . E R1 3 E B0 E G585 . W |GRIZ i

3 RBI B 25 5 B Zzs @ E R1 51 6 100 6 58% ® :

3 ROT 12 25 S0 B 285  ® BRI W FFRP CFRP

2 RO1 16 25 B0 € 265 Lompaste Hafer 3

3 RO1 20 25 B0 B 285 ® EHI-&E%

3 RGBT 25 25 70 B 285 e Giraph be
R e . Eﬂlﬂiﬁi

3 RDZ B I5 50 B z35 Ttanum

3 ROZ 12 25 S0 B 285 ® #

O = o s i T S|GRIEN

3 ROZ 20 25 B0 B 285 @ fioa

3 ROZ 35 25 70 B 235 e BRIT |t s st S
3 ROZ 3 25 70 B 235 ®

C e e e

T
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Recommended Milling Conditions

Side Milling  BIEtDA

it GR.5 k& GR.6 FE L GR.7 B8
i Hardened Staal Hardened Steal Hardened Stesl
[3B-4BHRC) [4B-B&HRC) [Ga-6EHRC)

T REM _ FE'!E"I:| : i RF_M _ Fegd : e RF_M _ FEl_?l:I 2 i
comatio | e |BEE | gm0 | (V| mmEs | eems | wes | gesw | ()|
FRAITH [ I3 300 | 310 oo3a 0zZvo |2 000 | oTa oo3l 0243 A 500 G0 ools 0243
FRAAT= =R Il 300 | 040 oozl 0216 8 800 AG0 oolG 0208 T oon 310 ool 0108
FREITH | =R 8 800 a0 ooz 0188 A 500 20 oolz O0lk G 00 420 0 oA 0o
FRAAT= =10 A B00 30 ool 0126 T ROO 310 oooa ol 3400 a50 0 00& 0 05
FRAAT= =12 A 000 450 ool ol T ooo 450 0oos 003 5 000 a00 0 oo3 oo3
FRAAT= | 5= 13 200 | 360 0 054 0054 13 200 | 280 0o4az 0Aa85 10 100 roo 0033 0 282
FRAAT= | 3=k Il &OO | 280 004l 0486 10 600 I 210 0o3a 0 445 A 100 460 0025 0202
FRAAT= | 3=A 10 200 | 080 ooar 03ra 8 300 | 020 oo3al 0 346 T 100 1890 ools o i1aT
FREIAT- | 3=10 83500 8 000 003z 0133 A a00 a00 oo3 o3z B 500 A350 ogol3a 013
FRAAT= | 5x12 A 500 A30 0 0z8 0324 T a00 Ta0 0 02& Oozar 5 800 a00 ool 0 I1R2
FREAT= | 3x1R T400 BT0 goia 021G B 800 00 oalg 0198 3 100 230 0oos 0 108
FREAT= e 12800 | 280 0 0B 0 64AA 12 000 | 200 00& 07vaa 8 r00 roo 0o0za 0324
FREIAT= 2=A Il 200 | 160 0058 O0GIZ2 10 400 | 100 0053 0 BA A Aa00 00 002k 0 2a8
FREAT= x| 2 8 100 | 030 0 045 0405 A 3500 80 0 044 0405 B 800 420 ogoia 0 180
FRIAT- 2x=1h T aon AG0 0 04z 0 283 T30n oo 0039 03ls 5 800 270 O0olG oi1ar
FREAT- 2=20 T oo a0n 0025 0 198 B GO0 B30 00z2q 0198 3 300 280 0oov 01l&
FREAT- 3=A 12500 2330 0105 arv Il 800 2200 oar orv 9800 aio 0oar 030
FRIATx q=12 10500 2020 0 oadg 0 670 10000 I 350 0 o052 OGRT A 100 BRO 0o3r 05
FREATH d=1h 8 200 | BAO 0 0k4g 0634 aa0on | GO0 0 04 0R3 T 100 arag oozy 03rTa
FRIATH A=20 A 400 | 540 0058 0 580 T aon 1 430 0 035 0 58 B 300 a0 002z oala
FREAT- A=23 T 500 I 350 003 04 T oon | 100 00235 04 B OO0 430 ool oz
FRIITH =30 T 000 | 20 0 o4 0o 3a G 300 | 230 oDols 03a 5400 380 O oor O 144
FRAATH qx] 2 A 500 1400 ol (1] T 100 I 350 oora | 08 B OO0 TRO oosl 0Tk
FRIAT= dx 1k T 800 | 370 ooal 10 B OO 1 330 oaorl 10 3 GO0 140 0043 ov
FRIATH A:20 b 200 | 200 00& oA 5200 I 120 ooar oA 4 500 B30 0022 0 5k
FREAT= =30 5 500 8e0 ooar 0 BAA 4 500 820 ooza 0 B4R 3 800 00 ogoirl 0 388
FREAT= g:40 q 125 70 ogozy 0 486 34350 B30 oozl 0 48k 2 825 450 0 ooa 0231
FRAAT= =20 5 800 | T30 018 2 358 4500 | 000 ol 1 31 3 000 TR0 oor | 31
FREAT= =40 a 000 aon ol | 35 1 OO0 480 ol o7va | 400 A0 004 05
FREAT= Gx3h 4 500 | 280 0 158 2 260 2 B00 F4a0 0158 | 260 2200 80 0 0BG | 25
FREAT= G54 2 000 a0 oos oA 1 200 330 004 05 | 000 240 ooz 03

WAEE §
[mm) A
ag
1.Flease work with good rigidity / high precision facilities and collet chuck.,
Z2.Plesse choose pgroper cutting fluid.
J.The cutting data is reference value only, Please adjust it according toyour real working conditions,
4 If RPM iz lower the reference value the Feed rate [fz) and RPM should be reduced by the same proportion.
o.If wibration ococurs during cutting, please reduce cutting parameter,
1. SRE RN - EREE RS -
2. REEIEEA 6 T p e Al -
3. (EEENEF = R SRR EENET SR - BRI TR - SRS EILAAE - Bl - A FEAEE - B HENRRETHE -
4 WP SERERERAASE - BB RE E RS ETE— M EE -
5. HEIIN TR0 88 R - SREETENRT -
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Ball Nose End Mills For Rib Processing

] 0 — T Code Mo, FA95TX-H=L1 —— Etea:ll-: &2HRC
R LI Lc L d DI AITISIN R Ll Lz L d DI AITiSiN B P HMEKNS

0 O05 mm mm mm hd mm F&ISTX L 00T mm mm mm hd mm FERSTX ] - 8

B1 R 05016 50 4 018 e DTSR 12 12 B0 4 145 e

B1R 1 0168 50 4 018 e DTSR 16 12 S0 4 145 @ =

B1 R 15016 50 4 018 e DTSR 20 12 B0 4 145 e —F

1R 2 016 50 4 018 e DTSR 25 12 B0 4 145 @ SMG AITISIN

B1 R 3 0B16 50 4 018 e DTSR 30 12 70 4 145 e Carblde TX

BISR 1 02 50 4 037w 1R 3 16 50 4 145 e

BISR 1502 50 4 027 e 1R 4 1B 50 4 185 e

BISR 2 02 50 4 037 » 1R E 16 50 4 15 @

BISR 3 02 50 4 027 @ 1R g 16 50 4 155 e an° A

BZR 1 03 S50 4 037 e 1R 10 16 50 4 195 e

DR 1503 50 4 037 e 1R 12 16 50 4 195 e

BZR 2 03 S0 4 03T e 1R 16 16 50 4 195 @ N

BZR 3 03 S0 4 03T e 1R 20 16 EBD 4 195 e :rJ\ U

BZR 4 03 S0 4 037 e 1R 3% 16 EBD 4 19 @

BZR 5 03 S0 4 03T e 1R 3 16 70 4 195 e -

BISR 1 04 S50 4 045 e 1R 3™ 16 75 4 155 @ Typs ct:peration

ISR 2 04 50 4 045 0 e 1R 40 16 &0 4 195 e

B3ISR 3 04 50 4 045 e 1SR E 24 5 E 285 @ @ m

ISR 4 0d 50 4 045 e 15R & 24 50 E 285 e

B3ISR 5 04 50 4 045 0 e 1SR 10 24 5 E 285 =

ISR E 04 50 4 045 e 15 R 12 24 50 E 285

B3ISR & 04 50 4 045 e 1SR 16 24 BD E 285 @ % @

ISR 10 0d 50 4 045 e 1SR 20 24 Bl E 285 e

BXR 1 05 50 4 055 e 15 R 25 24 70 E 285 @

B3R 2 DT SO 4 D055 . 15 R 30 24 70 B 28% - Work Material

B3R 3 05 S0 4 055 e 15 R 3 24 20 & 285 m

bR 4 05 S 4 D55 . 15 R 40 24 80 B 285 . LRI E.?tnnﬂl:aa L ]

BXR 5 05 S50 4 055 e 7 R g 32 ED E 385 @ o

B3R E D5 50 4 D55 @ 2R 10 32 B0 B 385 @ P |ep k5 EREUHRC | o

B3R 8 05 50 4 055 e 3R 12 232 B0 & 38 = Line-a e Suee

B3R I0 05 50 4 055 e R 16 32 BO E 385 e Bng B £ fli0HRE ®

B3R 12 05 50 4 055 e TR 2 32 TO OB 385 e H -3 oyed hee

B4R 2 DE 50 4 0TS . 2R 3% 32 70 B 385 . ERG Wt 8 30-JBHRC ®

BAR 3 DBE S50 4 075 e TR 3 32 8D OB 85 e Hardeied has

BAR 4 BE 50 4 075 e TR 35 32 @80 £ 385 e R -4BHRL '

CAR 5 BE 50 4 (75 e 3R 4D 32 S0 B 285 e BRE [iemdshe | ®

AR E DBDE 50 4 075 e TR 45 32 100 6 385 e H L -0

pA R & BB S0 4 075 e TR B0 32 B0 B 385 e BRE | g | ®

BA R 10 BDE 50 4 075 e ISR 10 4 B0 £ 485 e

BAR 12 BE 50 4 075 e 25R 0 4 0 E 485 e LRY WL 5b-GEHRL e

G5 R 2 0DF 50 4 055 e 3R 30 4 80 B 485 e Hardene 3t

C5R 3 08 S0 4 095 e  25R 40 4 30 6 435 e Miopg [T

G5R 4 D& 50 4 095 e  25R S0 4 100 E 485 e | Stan ess it

BER 5 08 S50 4 055 e 3R 12 48 BD £ 585 e H’rﬁﬁ o

OS5 R E 08 50 4 055 e TR 0 48 TO 6 585 e Cat ron

CER & 08 50 4 D95 . 3R 3 48 80 B 58% . if

DS R 10 08 50 4 055 e TR 40 48 80 £ 585 0 e BRID s num

BEFEE R LA e ] IR B 4:B 1Dk B BEk [ H

DS R IE D8 50 4 0895 . GRII Laper &

BE R 2 0B B 4 055 e e

DS R 2% D8 B0 4 D55 . HEHEPasﬂ:m

CER 2 i 5 o4 115 e e

DER 4 1 56 4 115 e Hilk| Eﬂﬂﬁéﬁﬁﬂg

CER B i 54 115 e

DER 8 1 50 4 115 EHI-&E%

CER 10 1 5 4 115 . Giraph be

BER g 9 S . Eﬂlﬂiﬁi

CER 16 1 5 o4 115 e TEaitum

DTSR 2 12 80 4 115 e i

B7TSR 4 12 50 4 145 e S|GRIE

DTSR E 12 850 4 145 e

BTSR & 12 B0 4 145 . GRIT Eﬁmﬁantsm

DTSR 10 12 50 4 145 e p—

B7SR 12 12 50 4 145 e

g



FOFETX YIHHEFSE5E

Recommended Milling Conditions

General processing Z&ILT

] GRI BRGRI AS 3G R AS3R GR.B'EE ¢ GRESRILEH GR.& [RIEE GR7 BN
e i Camn 3em flavka omd 3me fH-2 wed3me |Hardened Slee  Hardened Slee Hard erned Slee Hardened Slee
1 =24 HRCI |-10 HRCI [A0-2EHRALC] [AE-4EHALC ] [2E-SEHALC] [S&-EEHALC]
: AFH Fed AFH Feed AFH Feed AFH Fed
o, | TRER awgmlusgm| o0 | e lawgm ssem| S0 |G | aMaE asm| o0 | e A s S0 | o
[m a4l |l nl len -7 {Ioangm [ AT [lmrifm n len 1] |l ol
FERZTH-F 0.IR=0.5 I0D00| 323 L. L. | 45500 213 L. b1 | 37,ERD| 1Ew L. k.01 70D 147 b1 k.01
FERETH-R 0.1R=1.5 4% B8R0 | 325 C.CCE | C.COE | 4% 500 213 bCoOE | O.GOE | 37,EQE| 1EW C.GCE | D.COE | 353700 147 C.CCE | C.CDE
FERETH-R O.IR=2 4% BLE| ZED C.CCE | C.COE | 4% 500 T3 CCOE | D.GOE | 37,EQC| 1ER C.GCE | D.COE | 35700 147 C.CCE | C.CCE
FERZTH-R 0.IR=3 q44 0D 212 L0023 | D.CE3 | 40500 172 LEE3 | C.EE3 | 20,240 121 L.GE2 | D.OE3 | 335300 110 L3 | B.DO32
FERZTH-R 0.15R =1 43, 200 | 432 C.01 C.C1 IE.CLD IEDL C.01 1 | 30730 ZTE C.C1 k.01 ILTE0 £33 k.1 k.01
FERZTH-R 0.I15R=].5 I8, ZEZ| 40D L. L. ] ] e 8 ] L. b1 | 2000 230 k.01 k.01 e k] 2l k.01 k.01
FERZTH-F 0.15R=2 1E, 70D | 333 L. L. 12,250 ZTE bLOOE | D.ODE | 27,730 Z03 b.GOE | DLOOE | 27,730 173 C.0DE | O.CDE
FERETH-R 0.15R=3 34,200 | ZEE C.C0C5 | CCRS | 2ESCD 240 Coe7 | O.GOE | 24,000 1ED C.GCE | D.COE | 24,000 150 C.00d | C.CCE
FERSTH-R 0.2R =] 43 Z00| S84 C.C2 .03 | 3ECOC | 455 BLCE | D.0zd | 27,750 33E .05 | Dhzd | 27,750 ZES il 1 e Y s §
FERZTH-F 0.2R=1.5 43, Z00| SBD G.0E .02 | 3ECDC| 4dED CLME | D.02d | 27,730 220 .13 | DD2d | 27,750 ZED LMz | O.02d
FERZTH-R 0.2R=2 43 Z00 ] 33 C.C1E | B.0ME | 3EDDC | 443 CLME | D.0e2d | 27,730 3ZCD0 .05 | Doed | 7,750 s CMZ | B.02d
FERZTH-R 0.2R=3 3B, 00| 3TE L. L. A e Pz | D.OMZ | 23250 21D k.01 01z | 23,250 1 ED L.oe2 | IMZ
FERZTH-F 0.2R =4 34,500 | 3BD L. L. = B3l ico PLo0% | D.DMZ | 22500 203 O.o0% | DD1Z | 22500 173 L.oOT | M2
FERZTH-F 0.2R=5 ZEADD| 28T L. L. oy B Z4E CLOOE | .02 (192500 195 C.GoT | D12 [ 19500 1%E L.oRS | M2
FERETH-R | D.25E=10E5F=a'D.25F=5 34,200 | 522 Lo L0445 | 33,000 TZ0 C.03 C.0d | 2E,CRC| 4COC Loz .04 | ZECOD Z30 L.z L3
FERZTH-F 0.25R =g M. 200 | ez k.0E b.04 | 2ESDD| 433 CL17 | D.0ed | 23,250 ) 200 b.04 | D.Ded | 23,250 1E% C.OER | D.DME
FERZTH-R 0.25R =5 28,700 | 432 C.LE C.03 | 24,750 IED Pz | .Mz | 22300 | 2593 C.G0% | DDz | 22,300 130 C.CDE | D.IME
FERZTH-F 0.25R =B £, 200 | 3BD L. .03 | 21,000 K DLOOE | D.OMZ | 20,250 | Z4E O.G0s | D12 | 0250 150 L.oDS | DD
FERZTH-F 0.25R <8 23,200 | 3BD L. .0z | 21,000 ich DLOOE | D.OMZ | 20,2530 Z4E b.o03 | D0z | 02530 130 L.oDS | D.OMD
FERETH-R 0.25R =10 23,500 | 300 C.CCE | [.C4 1E,CRE ZTh C.CDE b1 | 2CCRE| 21D [ {3 C.C1 el kR k] 130 (N K] K C.01

FERITH-R | DIRE=1D03R=&0.5F=3 | 34,300 | E%3 C.0d C.GT | 30C0C | E2D C.03 L.1 24, DR0 | 420 L0235 C.1 24 BRE | 37D KN e k.1
FEZITH-R | DIR=AD3E=X0.5R=k | 31,500 414 C.k2 C.04 | EE2530 | 430 Ozl | CLOTE | 15500 ZES C.C1E | LOTE | 15500 | 240 L.L13 | CETE

FEZITH-R 0.3R=8 ¢l B0 | 2EDL C.02 .04 | 1ELCCCE | 20O C.LCE | CLCIE [17,250 | 240 C.CCE | CC3E | 17,250 [ 202 C.CCS | OLC3E
FERITH-R 0.3f=l0 el 500 | 330 C.GOE | C.0F |1ESCE| 30O LGB C.03 (15000 ZC0C L0053 | COF JASGEE| 1TE {ER K] b C.03
FEBITH-R 0.3fx= 2 20,000 | 20D C.OCE | C.03 | 1ZD00| 30 LB LR (13,300 1TC D.RE3 | CD3 13500 | 130 (KR K s 0.0

FERETH-R | D3E=d05F=H05F=4 | 28300 TID C.L7 CAE | E3500 | EB2D C.CE iz |1E,ERR| ZEC C.CE L.z 15500 [ 2TD C.01 L.1E
FERITH-R | D3E=X05F=K0.5E=F | ZE,ERD| E%3 C.L5 CAE | 24.BBC | 3T73 | D.LET bz |1ESRC| 3ZEC D05 L.z 14,025 | IED C.CL% | D1EDR

FEZSITH-R 0.5R=0 15,B40 | 477 C.L3 L1 12,200 | 33E C.L&d | LLOED |12,3T3] M5 C.01E | CCED | 11,550 | &5 C.CC% | C.CEC
FERITH-R 0.5R= 2 15,B40 | 47T C.02 C.GE | 13200 | 3IFE C.L&d | GOED [12,3T5] M5 O.01E | C.CEC | 11,550 [ &% C.CC% | O.CEC
FERITA-R 0.5R= B 12,EER | 23E L.0z C.LZ | 11,350 230 CL1E | LLRED |10,TES] ZTD .04 | D.LED | 20T 1EDL L.LES | O.D3E
FERITH-R 0.5/=20 12,ET0| 224 L0z C.0d 10 TES| ETD DL13 | L.C2E | 5500 EEF L.0C% | DLIE | 743 133 C.LCZ | D024
FERETH-R 0.5R=25 11,500 | 300 .01 L.L25 | 10000 | 240 .01 L3 E,ECC 20k C.CE% | D3 | 7400 11k C.0E L0

FERITH-R | 0L 5E=2'D.0 5E=4/0.0 5F=6) 158,500 1,000 | D13 k.2 15300 | 50O L1 B2 J1&000| S50 kiz L. 11,000 | SO O L k.2
FERETH-R| O0.J5R=A/D.T5R=I0 |14,ETC| E3DC C.1 CAZS | 12,225 | 323 C.LEd | DAEDR | BD0TS 13E b.CER | DAEDR | D07 I0C C.LET | D1EDR
FE¥ITH-R| D.J5R=12/.F75R=16 |14,BETC| E30C C.GE k.1 12,225 | &3 CO.0Ed4 | DAEDR | 5075 I3E b.ESR | DAEDR | 2073 I0C L0537 | B

FERZITA-R 0.75R =20 MAEDR | 432 C.0d L.03 | 5300 2EL CL1E | L.CED | ETCL Z5F b.01& | DCED | B, TODC 210 L0110 | C.CED
FERITH-R 0.75R =25 10,000 | 230 C.L3 C.03 | 5000 e C.03 L0323 B 00 230 .01 .03 | B ZOD 230 L.01 L0
FERETH-R 0.75R =30 N K 2ED C.k2 b0z | EZDD EHE L0z L.z E,CC ALk .01 .01 T, 00 220 L.01 .01

FEREITH-R | 1E=31E={"E=k1E=E | 17,000 | 1,200 L.z L.z 14,500 | 1,GEE L. bz JA1CCRE| ESC Ll L.z 10,GEE | EXD L.CE L.z
FERITH-R| 1RK=1WM1E=1&21K=16 | 1E,BES3l| 1,C0E | D.03 15 |13,E73| B4l C.C5 [FR ) E0C ESx C.C5 13 | %500 FEE LG [FR B

FESSTH-R IR =20 13,230 | 322 C.03 C.G3 | 11,023 | 433 C.05 C.L% E,TCC 435 C.C5 b.C> | ETCD IED LG5 b0
FESSTH-R IR =30 5340 405 C.03 C.03 | 7,250 13E C.C3 L3 [ I3E C.C3 b.C3 | 7,B30 =10 C.C3 L0323
FESZTH-R IR =0 9,100 Ik C.0z Loz | 7,200 ZED L0z L.z T.200 ZEL G0 L0 E,ELD 230 L0 L0
FERZIT+-R |.5R=<h'| SE=8' S5R=100 11 B1C| 1,312 | 013 b2 B ETS: | 1,ZEL (KR | L.z E,2CC BT Ll L.z 4, ELD 3332 13 L.z
FERZITH-R 1.5R =12/ 5R =I5 11,B10 | 1,355 (K | L.z BETS | 1,132 (KR | L.z E,2CC ETE Cis L.z 4 ECD 4EE [ I L.z
FESZTH-F 1.5R=20 2045 | 1,0ET C.1 C1% | 7,33E EEZ .13 Ci13% E,LTZ TER Ci3 15 | 4,350 443 C.C& (K
FESSTH-R 1.5R=30 T.5220 102 C.CT C.CT E, ECD SEX C.CT C.LT ELT3 B3 C.Cd C.GT | 4,350 M3 C.Cd C.CT
FESZTH-R 1.5R=q0 E 350 450 C.03 C.03 | B350 450 C.03 C.L3 ALk 450 C.C3 003 | 3 BECD el ) L. G2 L0
FERITH-R| 2R=A'2R=|0/2R=]2 ET30 | 1,404 | D3 L.z 1,273 | 147k R | L.z AL SLE L.z L.z 3100 T3 L.13% L.z
FESETH-R 2R=1h2R=20 ET30 | 1,ZET L3 L.z T.275% | 1,072 (KR | L.z 510D E33 L.z L.z S 10D EEL L.1% L.z
FERZTH-R 2R=130 1560 | 1,125 (K | 1% | B 20O LIE (KR | Ci1E | 4,500 T35 Cis 1% | 4,500 SET L% LiZ
FERETH-R 2R =40 5.0 EZS C.LE (KR | 4 Q50 132 C.CT 1% | 4,500 T35 L. 1% | 4,500 SES .1 (30
FERZTH-R 2R =50 R B 423 C.05 (KR | 4 425 153 C.05 L. 4 200 IEE C.C5 .1 4 zoh Za3 C.L50 L.LE
FESSTH-R 2.5R=10/2.5R =20 TEdd TEd [ b3 TZEE T1ZE C13 b3 EESS ESE Cis L.z B354 EZ1 b3 bz
FESSTH-R 2.5R=30 3733 3k (KR | L.z Z44E Mz (KR | L.z 14 4 C.1 (K [ 4EST 4ES L1 (K e
FESZTH-R 2.8R=q0 15 el C.CE L15 3144 323 C.CE [ [ 4EET 45E C.CE b3 4318E 47z L.C03 (£ e
FERETH-R 2.8R:=50 SLEE S0k C.LE (KR | 4 B4 475 C.CE L. 4550 451 C.C5 .1 4138 425 L.C% (K |
FERZTH-R IR=12IR=20 SEIR B4 L L.z L2 ek iy ELE L.z L3 S0 ITE L.z (I e 4743 ot R L2 (K |
FESSTH-R IR=30 47TE 8k k13 k.2 4535 SE1 k.13 L.z 4312 33z C.1 .1 2EE1 SBE .1 bz
FESSTH-R iR =40 431 35k k13 k.2 4 ZEE 323 k.13 L.z 40TE 45E k.1 C.1 IEEZ 47 C.1 bz
FESSTH-R IR =50 g247 ok k.1 1% | 4034 475 (KR | L3 IE33 43 k.1 C.1 45 425 b.C3 (K e
AR 'ap
LT

[mm}

L1
- -




FORTX FlRiB ¥ s il =20 2% e v Lt /)

' End Mills For Rib Processing

], Code Mo, FAIT X-DOc=L] o D”:{:i:, Steel < &2HRC
Dc L1 Le L d Dy AITiSIN P 2 M 8
-EI}E mm mim mm hS mm Fao T E‘t [}: !
e . - = y 0 s | = | Bl |

05 4 07 50 4 045 . o i

0.5 5 07 50 4 045 .

06 2 04 50 4 055 .

0.5 4 il 50 4 0.565 . ,

0.6 5 ik 50 4 0.55 .

0.7 2 1 50 4 0.65 . 5

0.7 4 1 50 4 065 .

0.7 5 1 50 4 0.65 .

0.8 4 12 50 4 0.75 .

0.A 5 12 50 4 0.75 .

0.8 : 12 50 4 0.75 .

1 = 15 51 4 0.95 .

1 : 15 50 4 0.95 .

1 10 15 50 4 0.95 . Type of Operation

1 12 15 50 4 0.95 . e o

1.2 5 18 50 4 1.15 . j

i 10 18 50 4 1.15 .

1.5 5 23 50 4 145 . —

15 : 23 50 4 145 . o

1.5 10 2% 50 4 145 . |

15 12 2 50 4 145 .

1.5 14 29 50 4 1485 . ' '

15 16 23 50 4 145 . @ wWork Material

15 20 2 50 4 145 . i

2 5 3 50 4 1.95 . ey GRI .

. A 3 a0 4 1. 957 Sharp Comer adis L-arha n-3tee ]
' - & SRR

T — ———— P Lova oisee |

2 14 3 &0 4 1.45 . ik ﬁi%iﬁﬁ"ﬁ“ B

2 16 3 50 4 1.95 .

2 20 3 Bl 4 1.95 . BRA Eﬁéﬂﬂ“ &

25 z A7 50 4 24 . |

25 10 a7 i 4 2.4 s BRS Eﬁéﬁﬂw ®

25 12 A7 50 4 24 . H

95 15 37 Bi 4 2.4 . opy |EILA4E-SHHRD | o

3 12 45 50 5 2 A5 - Hardee d 3t

3 14 45 = B 2 85 . Bpy B4 5b- G HRL o

3 15 45 B0 B 7 85 . Hardeage d Shee

A 18 45 B0 5 2 85 . M oRE 154

£ 20 45 50 5 2 A5 . St 1 ez Sho

3 25 45 70 5 2 85 .

I
EmE'Ttaﬂum

;]
S|BRIb 7

[l |
BRI |t s it St

g1



FORITX YR & E LT

Recommended Milling Conditions

Slotting  EIAE

i Lo GR.1 iR GRZ{ESEH | GRIBHEH GR.4 B8 GR.5 Rk GR.6 ik GR7T B{kE
e B el Low-allowved Steal | Hi-alloyed Steal Hardened Stesl Hardened Stesl Hardaned Steal Hardened Staal
[-24HRAC) [-3DHRC) [3C-3BHRC) [3B-4BHRC) [4B-B&HRC) [G&-6BHRC)
L5 s W ! Bl W o Lo W vl e R e ot e B e e T B O o Mo S el sl L
R R L T T R Tt e I T Ao Y B s A O el A T V)
el flnnfnl LEN RO [nell (fnfnil |no-l] {lmmn [ned] {[nnfn ol flonin g [nd] {lnnin |
FiqITi | 0.5«2 [45440( T20 (ODOI5{45440f T20 (D OI5(43,200( GOA (OOIA{32,480f 408 (ODOII|32480f 408 (D OII|26,000( 280 (D ODA(14,000f Z0O {D OOA
FaqITd | D5=d4 (32480 ABA |O000AB|32,480) 464 |0 OOB (28,8800 36A (00O0Y|23,7e0) 264 (0 00GR|23,760| 264 |0 OOG) 18,960 184 |0 O04)14,000( (8 |0 004
FiqIT¥ | 05«6 |26,720( 33 (O OD4A|26720f 336 |0 OD4|22.800( 256 (D OOA|19,760f 200 (D OO3|19.760| 200 |0 OO3|15.760( 136 (D ODZ(14,000f IR {DOOZ
FalIT{ | D.6=2 |50,AB0( 882 |00Z3|50,880) 88972 |0 023 (42 640) 744 ( 002 (31,2800 480 (0 O1&|31,280) 480 (0 O1Gj25.040f 328 |O00O11)12,000f 23 (0011
FalITd | D.6=d4 |33,040| 582 |0012|33,0400 582 |0 012(2rFel0) 440 (0011223200 312 (0 00822320 312 |0 009)17B40( 216 |0 OOR|12,000( 21 |0 OOR
FalITd | D.b=h |25,6B0| 416 (0007|235 600) 416 |0 OO7 (21,6000 312 (0006|10.400) 232 (0 003|18.400f 232 |0 O05)14,720( |10 |0 OO3)12,000( (8 |0 003
FaqITd | D.7=32 {31,120 TOO | OOZ (31,1200 TOO | O OZ (26,1600 510 | 002 (20,640) 360 (0O O2 |20,640) 360 | 002 (16480| 240 (001 j10,000f Z0 | O OI
FITd | D.7=d4 (31,120 BT2 |O0I17T|31,1200 672 |0 01T (26,1600 304 (0015) 206400 352 (0 O12|20,640 352 |0 O12}16480( 232 |0 OO8)10,000f 22 |0 OO9
FITd | D.7=6 (2,060 480 | OO |24,160) 460 (OO0 (20,3200 360 (0009|16960) 264 (0 OO0T|16,960| 264 (0 O0T7(13,520( 184 |0 O05)10,000f Z0 |0 OO5
FiqIT | D.B=d4 |29.6B0| T49 |O0027|20,60800 744 |0 027 (248800 360 (0024/19,280) 384 (0 O18|19.280f 384 |0 O19)15440( 264 |0 O13) 8,000 ( 20 |O0OI13
FiITd | D.B=6 |23,040| 549 |0015|23,0400 544 |0 O15(19,360) 408 (0013158400 2896 (001 |15840) 286 | 001 (12,640( 200 |O OOT| 6,000 I8 (0007
FiqITd | D.8=8 (19,280 416 |O00OO8)19,280) 416 |0 OO08 (16,2400 312 (0008|13,760) 240 (0 00&R|13,760| 240 |0 O0G)11,040( 160 |0 O0A) 8,000 I |0 004
FaqITH 1=6 |21,200( BAO |0023|21,2000 6AO |0 O0Z3|17,6B0( 504 (002 1{14,080f 352 |0 O16(14,080) 352 (0016} 11,280 298 (0 O12) 6,500 14 0012
FaqITH 1«8 |17,EB0| 5268 |00O14)17,680) 528 |0 014|14,880( 382 |O0013{12,240) 268 |00 (12,2400 268 (OO0 | 9,840 ) 200 (OO | 6,500 14 | 00l
FITd | 1=10 (15360 429 | 001 |15360) 424 (001 (129600 320 (00089 11,0400 240 (0 OOT|11.,040f 240 (0 OOT) 6,800 | 1A |0 OO5) 6,500 12 0003
FITd | 1«12 (137E0| 352 |000O7T|13,760) 352 |0 OO7T (11,600 264 (000G|10,080) 200 (O OO03)|10,080f 200 |0 OO05) 6,080 | 136 |0 O03] 6,500 Il (0003
FlITd | 1.2« (19,840 TTE |O0037T|19,8400 TTR |0 037 (16,5600 37TR (0034/12880) 392 (0 02&|12,880| 392 |0 O26(10,240( 272 (D O19) 9,600 ( 22 (0019
FITd | 1.2«10 {14400 496 |O00I6|14,400) 4596 |0 OI6(12,080) ATk (0O14) 9920 ) 272 (OO0 90820 2¥2 |0011) 7,920 ( 184 |0 OoOA} r |0 008
FITd | 15«6 |18,240| B86 |O0057T|18,240) A96 |0 O57T (15,2000 T2 (0051 11520 440 (004 (11,520 4490 | 004 | 9,200 | 304 |0 O26) 9,600 ( &0 |0 0OZA
FiITd | 1.5=8 (15,200 T20 |O041)152000 720 |0 041 (12,7200 336 (0037 10,000 368 (0 028|10,000| 368 (0 O29) 8,000 | 256 | 0 O2 | 9,600 ( 25 | O O2
FqITd | 1.5«10 {13,280 OO | OO3 |13,280) 600 | O O3 (11,0400 448 (0027F) BAG0) 312 (0021|8060 | 312 |0021) 7120 | 216 |0 O15) 9,600 13 (0013
FiqITi | 1.5«12 {11,840| 504 [DOZ23|11,840f 504 |0 O23( 9920 | 376 | OOZ | 8160 272 (D OIG| 8,160 | 272 (D OIG| 6560 ( 182 (ODOII| foloall
FalITd | 1.5«14 (10,720 440 |(O0O(7T|10,7200 440 |0 017 (8960 328 (0016 r&00) 240 (D O12) 7,600 | 240 (0012} 6,080 ( I&A |0 OO9] r |0 009
FaITd | 1.5«16 | 9,840 | 384 (0013|9840 364 |0 013 (8,240 ) 2688 (0012} r120) 216 (0 O0O8) 7120 | 216k |0 OO9) 5660 ( 152 |0 OOTF) ro|ooov
FaqITd | 1.5«20 | B,560 | 2896 (00089 8,560 | 2596 |0 0089 r200 ) 229 (0008 6320 ) |60 (0 OOGR| 6,320 | I6O |0 OOR) 5,040 ( 120 |O OO4] r |0 004
FaqITH = |16,240|1 OA0|0 OGAJ16,240) | 0800 OB4A (13,9201 824 |O005A8{10,000f 520 |0 045(10,000) 520 {0 045) 8,000 | 360 (0 O3Z2) 9600 | 211 |0 032
FaqITH 2«8 13600 BYZ |0054{13,6000 T2 |0 034|11,600( &R |O004A8| BG40 | 432 |0 03A8( 8,640 | 432 (0 038 6,960 | 304 (0 O2T) 9,600 | B8 |0 O27
FalITd | 2«10 |11,B40| T3 |O0045|11,840) T36 |0 045(10,0800 560 ( 004 | 7760 ) ATR (0031 7,760 | 3TR (003 1) 6,240 | 264 |0 022 9,600 ( 45 |0 022
FITd | 2«12 (10,560 32 |O00O37T|10,50) 632 |0 037 (8,960 | 480 (0034 7120 ) 336 (0 02| 7120 | 336 |0 O26) 5,680 | 232 |0 O19) 9,600 ( 56 (0019
FqITd | 2«14 | 9,600 | 560 (003 1| 9,600 560 |0 031 (8,160 | 429 (0028 6560 | 2896 |0 02| 6,560 | 286 |0 O22) 5,280 | 208 |0 O1G| 9,600 I6 |00k
FiqITd | 2«16 | 8,880 | 496 |00Z6| 8,880 | 496 |0 026|520 | 3Tk (0024) 6160 ) 272 (0018 GA60 | 272 (0018 4,880 | 184 |0 O13) 9,600 I |00o13
FqITd | 2«20 | T7,6B0 | A00 |O0OIA8| r6A0| A00 |0 OI8| 6480 | 304 (0016) 5520 ) 224 (0 013) 5,520 | 2249 |0 O13) 4,400 ( 152 |0 OO8] r |0 008
FITd | 25«8 (12,000(1 OTFZ|O007T|12.00001 072)0 077 (10,240) Al& (00R8| TEA0 | 336 (0 O054| 7,680 | 53k |0 O54) 6,160 | 35A |0 039) 9,600 ( 227 |0 039
FiITd | 25«10 (10480 812 |O00RA|10,480) 812 |0 OGA| A,880 | AR (0ORI| GEAOD | ATZ (0 048 6,880 | AT2 |0 O0d8) 5520 | 320 |0 034) 9,600 ( |16 |0 034
FiqITd | 25«12 | 9440 | 00 | OOk | 9440 BO0 | O OG | B,000 | &O0 (0054 6320 416 (0042|6320 | 416 (0 0A2) 5040 | 288 | 003 | 9,600 &Y | OO3
FITd | 25«16 | 7,920 | 632 |0045) 7920 632 |0 045( 6,720 | 472 | 004 | 5440 ) 344 (0 031 5440 | 344 |0 03 1) 4,400 | 232 |0 022 9,600 ( Z8 |0 022
FiIT | 3«12 | BA00 | BAA |O0OA 1| 8400 BEA |0 OA1| 6,960 | GRI (00OT3) 5360 ) 448 (0 05T 5,360 | 4498 (0 057 4,240 | 304 |0 O41) 8,000 ( 128 (0041
FiITd | 3«14 | 7,60 | BO0 |OOT2| r6A0| BO0 |0 OT72| 6400 | 392 (00RS| 4960 ) A0A (0 0511|4960 | A08 |0 O51) 4,000 | 280 |0 O3&| 8,000 ( A1 |0 036
FITe | 3«16 | 7,120 | 720 |00R4A| 7120 720 |0 OR4A| 5920 336 (0058 4720 ) AT6 (0043|4720 | 376 |0 043) 3,760 | 236 |0 O3Z) 8,000 ( 34 |0 032
FiITd | 3«18 | 6RO | B36 |0057T| 6,640 656 |0 O57T| 5,600 | 88 (0051) 4480 ) 344 (0 04 (4480 | 3449 | 004 | 3,600 | 290 |0 O26) 8,000 ( 38 |0 OZA
FiITd | 3«20 |60 6O0 | O0O3 | 6,240 600 | O 03 (5280 448 (0045 4240 ) 320 (0 033|4.240 | 320 |0 035) 3,440 | 224 |0 025 8,000 ( 27 (0025
FITd | 3«25 | 5,520 | 4896 |0036| 5520 496 |0 036 (4,640 | 36A (0032) 3840 ) 272 (0 023 3,840 | 272 |0 0253 3,120 | 184 |0 O 16| 8,000 14 (0018
P o
waEE | /%
(mmy 7 .
LA/ A

1.Flease work with good rigidity  high precision facilities and collet chuck.,
Z2.Please choose proper cutting fluid.
J.Thecutting data is reference value only, Pleese adjust it according toyour real working conditions,

4 I1f RPM i= lower the reference value the FEed rate [fz) and RPM should be reduced by the same proportion.
5. If wibration ocours during cutting, please reduce cutting parameter.
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' Short End Mills For Lathe y

Oc 2. Steel < 48HRC

. ,5‘[ ole|o
[ T o, v A s Code Mo, ENEX-0Oc
Dec Le L d AITIN TwWork Material
-Enz mm mm hi Ell3x g ,
2 3 &0 = ™ GRI P S o
3 5 5 B * - -
5 B 51 g . o :
B 10 A0 B . ERd ﬁ?a%i?ﬁ?e"em N
i 12 51 B .
10 15 50 10 B{EA 30-36HRC | o
g .io| —" GR gt | ®
Bt -40HRL | o
. GRS et | @
Bt BHER 48-SRHRL:
Hardene d Shoe
epy AL - GEHRC
Hardene d Shae
THA |
MIBRE o s |

ElaX BirisiiEmmiiirgt/J/NCEKRH

" Short End Mills For Lathe

Hat
S |GRIE %-Ig-ha-
N T Y T Codle No. EllaX-De ﬁ;@
Do Lo L d AITIN SRI7 it tant St
0 o2 mm mm b Ell4x

2 3 50 g -
3 5 50 g .
4 3 50 g .
5 H 50 g .
g 10 50 £ .
H 12 50 H .
10 15 50 10 .

835
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Slotting  EIAE

Recommended Milling Conditions

/; !

£

: GR.Z{ES GRIES GR 4 GR.5
iy e 2{EEEH | GRI BAGEH PR{t 7Rt
i B Low-alloyed SLeel | Hi-alloyed Steal | Hardened Stesl | Hardened Steal
e b [-24HRC) [-3CHRC) (30-3BHRC) | [3B-4BHAC)
mﬂﬁg il i1 G0 a0 a0
o m/min
Frp THE | RFH Feed | FRFH Feed | RFH Feed | RPH Feed | RFH Fead
Codm Mo 5 B P | R | DR | RIGEE | DINER | R EE | DS | RGEE | T | ke
; = Imna-T [Immimal| [mad] (Immdma){ Ime-T {immemoa]| Imo-T [Immdmon)| [ma-] |[mmdmon)
E1ITASE | 1dx-2 2 |1 000 135 |1 000 135 7 000 an B 350 70 3850 40 |1 000
E13AJE | 1dx-3 3 7400 200 7400 200 3 300 oo g 450 75 2750 45
E113AE | 104-4 il 3 850 235 3850 235 4 250 125 3 500 a0 2200 a0 3 850
E113ASE | [I4-5 5 3 300 315 3300 315 3 550 130 3 050 100 | 500 a5
EIN13ASE | |d4-B ] 4 450 0 4450 aln 2 850 130 2 500 |00 | 550 a5 4 450
E113JE | |I4-8 i 3 300 285 1300 285 2 200 125 | 800 100 | 150 a0
ETTIET4L-1D o 2 B50 280 2650 280 | 750 125 | 500 g5 a55 a0 2 B50
r !
KT A R 3 gp:=30 30D ap:<3 030 ap:<3 030 ap:=30 30 ap:<3 0 020
[mm) x3 0350 =3 050 =30 350 230350 =3 0 050

Lo Y N P N W R

o b 0] k] =

.Please work with good rigidity ¢ high precision facilities and collet chuck.,
.FPlease choose proper cutting fluid.
. Thecutting data is reference value onky, Fleese adjust it according toyour real working conditions.
.If HPM is lower the reference value, the Feed rate [fz] and RFM should be reduced by the same proportion.
If wibration ococurs during cutting, pleese reduce cutting parameter.

FREEMILYE - EESRE RS -
GREEEMA I T R el -

[MEHHFEF R SER AT R EE - BRI - SRS SLREE - Bi - ERHsFEE - HPdIFIFETHEE -
NEESIRRIEL TR M PIENE - IR IRE B R E— IR -
ENEINI T RN PR SRR - FREE T -

133

233

3300

i10

280

I3 300

T 830

1130

200

00

00

00

213"
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' Short End Mills For Lathe y
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Code Mo, ENNSHX-0Oc
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" Short End Mills For Lathe
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Code Mo, ENNAH X-Dc
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—— Im
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Work Material
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{5 2l 2UHRC
Laow-a orped Shoe

GRd

B5 ER®0HRT
H -3 El'p'EdStEE

H

LR 30-38HRC
Hardeiid oo

GRE

{8 3B-4BHRL
Hardene d Stee

GRE
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Hardee d 3haa
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FIBHX / ENl6HX BIEIEtr =R

s T ':‘-":',\_ | sl T s .
.-._____: r '-\. -.5:' _.__.“-_.;::-\..-_.-_-:.ﬂ-
Side Milling  BIEtDHE]
HE GR.1 [ GR.2Z {EEEH GR.3 B SEH GR.4 FRk GR.5 B{LE GR.E THME
e il EE[I:II.:II'I B Low-alloved Steel Hi-allowed Staal Hardened Stasl Hardened Staal Stainless Steal
ork Mataria [-24HRC) [-3DHREC) [3D-3BHRAC) [3B-4BHRC) Eai=Rel= 1k
@ﬂJjEE 10— 120 100—120 00— 120 B5—~A0 53—~ 7T0 5970
Yo mimin
ik miE | FFPM Feed __RPM Faed __RPM Fead __RPM Feed __RFH Feed __RPFH Feed
P oo | SRR | IR | MR | AR DMRAT ) TR | MRS R I | R | O |
; E | [min-] [[mm/min)| [min-1] {[mm/min]{ [min-1] |[mm/min]| [min-] |[[mm/min]| [min-1] [[mm/min]| [min-1] |[[mm/min]
EINISHAE I 1BHA-3 | 10 000 &00 10000 BO0 10 000 GO0 Toaoa 400 T 0od 400 B 000 aoa
EINSH=SEIIEH - fil T 300 B0O0 7300 BO0O T 300 GO0 3200 A00 3 200 A00 4500 00
ETISH®IEIIBH -5 3 & 000 &0O0 B 000 BO0O B 000 GO0 4200 A00 4 200 A00 A600 300
EIISH®SElIEH -k B 5 000 B0O0 3 000 B00 5 000 GO0 3500 A00 3500 A00 000 00
ETISHAIE] IBHH-T T 4 500 121 4 500 560 4 500 =11 a0oa0 k0 3000 3&0 2700 280
EIISH=SE| IEH*-A i £ 000 320 4 000 520 4 000 320 2800 350 2 800 350 2400 260
EINFH=SE | I6H*-8 g 1 600 a00 3 600 500 1 600 300 2300 320 2 500 320 2200 230
EINGH=SEIIGHH-10( 10 3200 450 3 200 450 3 200 4350 2200 00 2200 300 1 900 230
EINFHAIEIIBHA-12 | 12 2700 410 2700 410 2700 410 | 900 270 | 800 270 | BOO 210
_ ap:1 00 ap:1 00 ap:1 00 ap:1 00 ap:1 00 ap:1 0O
N7 e
[mm} A/
—las de.0 Z0 de.d 20 de.0 20 ae.0 20 de.0 20 ae.0 20
Slotting  EtIH
; GRZ {E53H GR.IAES38 GRA BEE# GR.5 k& 2
WDrFfELﬁrial Ezﬁsgniﬁéﬁal Low-alloyed Steal Hi-alloyed Stasl Hardened Stasl Hardened Staal E?aiﬂl'.l?aj?gﬁal
[-24HRC) [-3DHRC) [3D-3BHRC) [3B-4BHRC)
'E'ﬂJiEE 100~ 120 100120 00— 120 B5—~A0 5570 5570
“o m,/min
Bl M| FPM Faed ) RPM Faed ) RPM Feed ) RPM Faed ) RFPM Feed ) RPM Feed
T oo | IR | IR | MR | SRR DR | dEnRE | R R I | R | e | e
J E | [mind] [[mm/min]){ [min-1] |[mm/min]| [min-1 |[[mm/min]l [min-1] |{[mm/min]] [min-1] [[mm/min]] [min-] [mm/min]
EINFHAE | IBH*-3 | 10 000 &00 10000 e0O0 10 000 GO0 T ooao A00 T oo A00 B 000 00
EINFHASEIIBH - il T 300 00 7300 BO0 T 300 GO0 3200 A00 3 200 A00 4500 00
EINNFHAIEIIBH -5 3 G 000 &00 G 000 BO0 G 000 GO0 4200 A00 4 200 A00 A600 00
EIIGHASEI IBH -k b a3 000 00 a3 0oa eO0O 3 000 GO0 13500 A00 3 500 A00 000 00
ETIGHASE] IBHH-T T 4 500 ak0 4500 5121 g 500 ak0 a0oa0 360 3000 Je0 2700 280
EIIFHASE] IEH*-A i £ 000 320 4 000 520 4 000 320 2800 3150 2 800 3350 2400 260
EIISHASE I 1GH -8 g 1 600 a0n 3 600 500 1 600 a00 2300 az0 2500 az0 2200 250
EINISHASE | IGHA-10] 10 3200 450 3 200 450 3200 430 2200 00 2200 300 1 500 230
EINSHASE I IGHA-12] 12 2700 410 2700 410 2700 410 | 500 270 | 500 270 | GO0 210
m : F :.,.-' "-:-: ﬂl
[ﬁ:‘;ff ’I_lj | ap:0 20 ap:0 20 ap:0 20 ap:0 20 ap:0 20 ap:0 20
1.Flease work with good rigidity / high precision facilities and collet chuck.,
Z2.Please choose proper cutting fluid.
J.Thecutting data is reference value only, Fleese adjust it according toyour real working conditions,
4 |1f RPM i= lower the reference value, the FEed rate [fz) and RPM should be reduced by the same proportion.
5. If wibration ocours during cutting, please reduce cutting parameter.
1 GREEE ML - EEEAE RIS -
2. PR EA 6 T iFrE R ElE -
3. IEHENFT PSR LSMANETEREE - BRI - BEENIE - B - ERMs SEE - HUHEFEITAE -
4 W RS IERIEL: = M TS E - BRI E E T E— R -
5. HEIMNT A0 RE2HRER - REEMENRE -

B4
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Multipurpose End Mills

L 94 95 i =3 101

| V Apperance

E141-1.5HX El44-4.0%
Code No EI30HX  ENOHX EMI-2.0HX :E:;g:i E:iﬁ El44-5.0%
El4(-3.0HX ' El44-4.0%

. MG MG MG MG UMG UMG
Carbide Cartbldz Carhlde Carblde Carblde Cerblde  Carblde

. AITICIN AITICIN  ATICYN  AITICIN AN ATIN
Coating HX HX HX HX  X-MzMo X-NsMo

L 7
é""dau E-" I‘/;Eu
B 4EU Al 480

Helix Angle *””ga [age %;*SJ/EEI“
S 4

i:..! 410 .'l..-"'.-ﬁ. 410

5 T 5 T T s
oarwes 33 By Ty P Py
33 4 4 4 4 4

(218
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The Art of Cutting

104 105 107 109 111 114 115 M7 119

|
FSI2HX FS0BHX F638TX
Faiiy EMBHX  EIA9HX  B270TX B252-25HX B2T4HX F6386TX L ponv  resoTx
UMG MG MG UMG UMG UMG UMG UMG UMG

Carhlde Cerbhlde Carhlde Carblde Carblde Cerblde Cerblde Carhlde Carblde

AITICrN  AITICYN  AITICYM  AITISIN AITIC/N  AITICN  AITISING AITICYN  AITISIN
HX HX HX TX HX HX TX HX TX
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£ 41" e 41° e 41°

T4 T T35
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