BB EREEY] -
HY-HSCM-P 4R
Multi-flute carbide end mill for chamfering 4 items
ElfaFAEREEQEkLEET] :

HY-QCC 458
Carbide Q ball end mill for chamfering 4 items
REfIREEREEY]

HY-BCC

Carbide end mill for back chamfering 4 items

HIENN125%
12 new items added
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Extensive tooling lineup optimized for every application
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Selection Guide for HY-PRO Chamfering Cutter
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Hole Chamfering

I

Corner Chamfering

REERH

Back Chamfering
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W-HSCT-P
WLS-HSCT-P
WXL 5,%)%4 ositive Type _ _
WXL Coated W— HSCT—N O @ @
WLS-HSCT-N
PGS
37 Negative Type
3-flute HSCT—P
Bl PERERE ST LS-HSCT-P
Carbide End Mill for Chamfering ERTRE
%iﬁ}% Positive Type Q O Q _ _
Non-Coated HSCT—N
LS-HSCT-N
RRIARE
Negative Type
27) WXL ;
Multi-flute WXL Céﬁdg HY—IE_!TS%CJJ\A_P = @ @ - -
Pos\?de T;T)e
| A2 QARERS WXL &2 m
EJ%%{EEE(& Mill for chf?ff:f% 2 WXL Cr!i? HY-QCC O @ O @ Q
REESFEERASY] wx gz | SEEES - - - O ©
Carbide End Mill for Back Chamfering WXL Coated HY_BCC
FXIRE | FX-MG-CS
A =2 3745
pleiaia ® - - - -
ViRE V-Ucs

©O=Best

O=Good

Iﬁ\ﬂﬂ% Guide foricons

n *ZE Tool Materials
8%

5
CARBIDE Tungsten
Carbide

HSS  Hiss

ﬂ R?é}l«tF% Tolerance of Radius
R
W RRBTINRBITE

+0.02

Identifies the tolerance of the radius for end mills

WXL

E %&*%@ﬁ% Tolerance for Cutting Edge Incline

E ;EE%E Surface Treatment
EIEN | o WXLRE

WXL Coating

FXRE
(TIAINEZBER)
FX (TiAIN) Coating

=8 FTEERIIEFARITE

+30'

Tolerance for Cutting Edge Incline of Tapered End Mills

B ﬁﬁﬁ% Helix Angle

ViRER
(EESRAR) 30°

V/(composite multi-layered) Coating

E *ﬁ%lg Shank

RN Y ERRNER

Helix Angle of Flute for End Mills

D EEAGET IR

FIT

Suitable for the shrink holder system

#®




B FEEARET]

SIS

mill for chamfering

=R - FENNTAY7IEL

Optimal number of flutes for high efficiency and stable machining

R

40° $ZfiERS

40° helixangle

‘27 37
Multi-flute 3-flute
EZAEV =SR] AN T ARSI
EHE - BRENT SCHSET
High-feed and high-efficiency Stable machining by suppressing
machining with multi-flute chattering during machining
specification
57] 5-flute 67] 6-flute
Kimf2 ¢ 6 K2 8LAE
Mill diameter @6 Mill diameter @8
or more

IERUAEL P
Positive Type

-iEGE. Eae. MAGE. THER

- FRESKTRYER EAEINTIE

Superior sharpness and smooth surface finish

i - FERIBR

Cut down burrs

For aluminum alloy, copper alloy, heat resistant alloy and stainless steel

faAE N
Negative Type

- BREk. BEIN. B2

For cast iron, carbon steel and alloy steel

- J
4 4 )
AEAEREEQ X;k%?a?] TR
1i| E LY 74 E I-Ij ;/ \ E
Carbide Q ball end mill for chamfering 3 7]1%”%%%7]
kL =2 a 282098l 7] Coated 3-flute countersink
282° ball cutting edge
R T T —
FARAIERY bay =
\/a/r\'ous hole shapes such as pipe shapes g*EP{iU%ﬁE .
can be deburred A wide variety of chamfering angles
N J - FX-MG-CS
BREERS 1 60°. 90°
}i 12: E FXiRE
Carbide series with FX coating
i1} :tJ% FRtER S aEH7] m
Carbide end mill for back chamfering - V-UCS
473 :—Em;$ T%‘;E%m%ﬁu 1607, 90°, 120°
Vg2
[ 4-flute specification HSS series with V coating
- ST BHERML
High-efficiency machining is possible with
multi-flute specification
- ERTANESSEIAER. AN
AT EARhEE FEmTas
Right-hand cut and left-hand helix flute Compatliblfe vvith‘ awide raane of work
— materials, from aluminum alloys to
- IR RIBTIEITIRYIEY & stainless steel and tempered steel
\_ Improves machinability of the chamfer cutting edge AN )
DDI;SH:E Cutting Data
{EFRTE ool HSCT-P Mii#&&Inconel 718 J1T0.86m G T ERGFIRES
R size 1X45°%6 Wear after milling 0.86m in nickel based heat resistant alloy (Inconel 718).
. (FFSGLIR/E42HRC) FEIREEE © 0.076 mm (RJ444&HNT)
PRTAZHL work Materal Inconel 718 (42HRC with aging treatment) Wearﬁvﬁ?ﬁ)@%mm (can continue milling)
IHIRERE Cutting Speed 23m/min(1,200min™)
HHEERE Feed 100mm/min(0.027mm/t)
1§ﬂ$ﬁ}§ Depth of Cut c1.0
BE%{$§ Overhang Length 18mm
HIBIEE Coolant IKIA LI Water-soluble

&




1§U% % 3 y] EE}E%@%;ED 3-flute carbide end mill for chamfering

W-HSCT

MR DEIBITRBFERFX-SCC FX-LS-SCCVP-SCC. CA-SCC. CA-LS-SCC,

FX-SCCFX-LS-SCCVP-SCC,CA-SCC,CA-LS-SCC are available as chamfering cutter with bottom teeth.

W'HSCT'P (WXLIAE ERIf #RE8E WXL Coated Positive type Regular) (&4 : am)(Unit : m)

BRS | GHOEHRARE |2 K (D K B E | EF
EDP No. DC X KAPR X DCX LF APMX DCON Stock
9200106 1X45°X 6 50 25 6 KX
9200108 1X45°% 8 60 35 8 | o]
9200110 2X45°X10 70 4 0 |cle]
9200112 2X45%12 75 5 12 o]
9200116 2X45°X16 100 7 16 D

W-HSCT-N (WXLIAE #Eifs #REBL WXL Coated Negative type Regular) (&7 : mm)(Unit : mn

BRS | GREXEMRXARE |2 K | D K | B & | E 7

EDP No. DC X KAPR X DCX LF APMX DCON Stock

9200156 1X45°X 6 50 25 6 | @ |
9200158 1X45°X 8 60 35 8 | @ |
9200160 2X45°X10 70 4 10 C|le|
9200162 2X45°X12 75 5 12 | @ |
9200166 2X45°X16 100 7 16 ®

FRIRBBAIEEEP. 1. - See p.1 for explanation of icons

HSCT

R DEIB T RIBFERFX-SCC FX-LS-SCCVP-SCC. CA-SCC. CA-LS-SCC,

FX-SCC,FX-LS-SCCVP-SCC,CA-SCC,CA-LS-SCC are available as chamfering cutter with bottom teeth.

HSCT-P (IERTA FRHER Positive type Regular)

(8847 : mm)(Unit = mm)

[ZLne TRRXEEEXARRE | 2 K | D K | W & | E &
EDP No. DCXKAPRXDCX LF APMX DCON Stock
9200006 1X45°X 6 50 25 6 [ J
9200008 1X45°X 8 60 3.5 8 [
9200010 2X45°X10 70 4 10 c|le®
9200012 2X45°X12 75 5 12 [
9200016 2X45°X16 100 7 16 [ )

= AT RS Negative type Regular (884 : mm)(Unit : mm)
HSCT-N aifs #42 Negative ty )

AmS TREXEEEXARRE | 2 K | D K | W & | E &
EDP No. DCXKAPRX DCX LF APMX DCON Stock
9200056 1X45°X 6 50 25 6 [ J
9200058 1X45°X 8 60 3.5 8 [ ]
9200060 2X45°X10 70 4 10 cC|l@®
9200062 2X45°X12 75 5 12 [ ]
9200066 2X45°X16 100 7 16 [ )

- FRRIRBAIES®E . 1. - See p.1 for explanation of icons.

canpipe " mE WEID AN

WXL +30' FIT 40°
50
N -
x
B el
aewmy |
LF
WLS‘H SCT‘P (WXLiAE IERIf KAREL WXL Coated Positive type Long Shank) (&4 : mm)(Unit : mm)
BRS | mREXEERXAEE 2 K (N K | WE | E B
EDP No. DC X KAPR X DCX LF APMX DCON Stock
9200126 1X45°X 6 100 25 6 [ ]
9200128 1X45°X 8 100 3.5 8 [ J
9200130 2X45°X10 100 4 10 c|le®
9200132 2X45°X12 105 5 12 [ J
9200136 2X45°X16 140 7 16 [ ]
WLS-HSCT-N (WXLIAE fhEifs $HREL WXL Coated Negative type Long Shank) (824 : nm)(Unit : mm)
mRS | mmexmrmoue |2 k|0 k| me|EE
EDP No. DC X KAPR X DCX LF APNIX DCON Stock
9200176 1X45°X 6 100 25 6 [ ]
9200178 1X45°X 8 100 35 8 [ J
9200180 2X45°X10 100 4 10 c|l@®
9200182 2X45°X12 105 5 12 [ J
9200186 2X45°X16 140 7 16 [ ]
O=tREEFR @=Standard stock item
m AN
CARBIDE )
+30 HT 40
50
N

i
DCX
DC
i
i
i
i
i
i
i
DCON

LF

LS-HSCT-P (IERTA 1<HEEL Positive type Long Shank) (847 : m)(Unit : mm)

RS | gMEEERCAME |2 K | D K (W& | &
EDP No. DC X KAPRX DCX LF APMX DCON Stock
9200026 1X45°X 6 100 25 6 [ J
9200028 1X45°X 8 100 3.5 8 [ ]
9200030 2X45°X10 100 4 10 c|le®
9200032 2X45°X12 105 5 12 [ ]
9200036 2X45°X16 140 7 16 [
LS'HSCT'N (TR FAHEL Negative type Long Shank) (847 mm)(Unit : mm)
BmS EREXELAXARE | & K | 7D K (B & | E &
EDP No. DC X KAPRX DCX LF APMX DCON Stock
9200076 1X45°X 6 100 25 6 [ J
9200078 1X45°X 8 100 3.5 8 [ ]
9200080 2X45°X10 100 4 10 c|le®
9200082 2X45°X12 105 5 12 [ ]
9200086 2X45°X16 140 7 16 [

@ =1REEFR @=Standard stock item

1:%”% )EH % 7] EEE@@%EB Multi-flute carbide end mill for chamfering

HY-HSCM &=

. md (I AN

CARBIDE o
WXL +30' FIT 40
950
< 35 =
81 8ﬁg I §
APMX‘L
NIRRT RIBFERFX-SCC, FX-LS-SCC, VP-SCC, CA-SCC, CA-LS-SCC, 57] 67] LF
FX-SCCFX-LS-SCC,VP-SCC,CA-SCC,CA-LS-SCC are available as chamfering cutter with bottom teeth. 5-Flute 6-Flute
HY-HSCM-P (IERIf BB Positive type Regular) (8847 = mm)(Unit = mm)
[l (e X A X AURE X TIEL £ K VAR S w & 7 ] BE 7
EDP No. DCXKAPRX DCX X ZEFP LF APMX DCON ZEFP Stock
9200246 2X45°X 6X5F 50 2 6 5 [ J
9200248 3X45°X 8X6F 60 25 8 6 C [ )
9200250 3X45°XT10X6F 70 3.5 10 6 [
9200252 3X45°X12X6F 75 4.5 12 6 [ ]

- TMRIRIBIESED.1.

- See p.1 for explanation of icons

O=1RHERFZR @=Standard stock item

&



1%“% ﬁﬁ@ﬁé@Q}*%%Eﬂ Carbide Q ball end mill for chamfering

R
HY-QCC = A
CARBIDE
WXL +002 FIT
N z _130°
& I g
et :
APMX]
LU
LF
(&7 : mm)(Unit : mm)
HmS BRER 2 K VAR S @m K w & @m 7 7 # E 7
EDP No. RE LF APMX LU DCON DN ZEFP Stock
9200214 R1.4 60 2.49 15 4 1.7 3 [ ]
9200219 R1.9 60 3.38 20 4 24 3 c [
9200224 R2.4 70 4.27 25 6 3 4 [ ]
9200239 R3.9 100 6.93 40 8 4.7 4 [ J
- FRRIRBRIES%Ep. 1. - See p.1 for explanation of icons. @ =tRHEEFR @=Standard stock item
PAN
&E1§U% %EE}E M @%967] Carbide end mill for back chamfering
HY-BCC =S D AN
CARBIDE o
WXL +30' FIT 30
Sei
At the tip
o, .
N z {30 _
[8) o
al PE= <
APMX
! LF
(843 : mm)(Unit : mm)
Ams Folie X R X SR X A £ K VAR S @m K W = m & E =7
EDP No. DCXKAPRXDNXLU LF APMX LU DCON DN Stock
9200196 3.9X45°X2.4X16 45 0.75 16 4 24 [
9200200 4.9X45°X2.8X20 50 1.05 20 6 2.8 c [
9200204 5.9X45°X3.4X24 60 1.25 24 6 34 [ J
9200212 7.9X45°X4,5X32 70 1.7 32 8 4.5 [ ]
- FRIRIRBFIES®Ep. 1. - See p.1 for explanation of icons. O@=FREEFR @=Standard stock item
A IN
b”I*j*’I’X{U‘.‘L%E Applicable Work Materials
PNIAAR | RN AN | FEEK B Bk HAT N=F S
Work | Carbon Steel Alloy Steel Erehardened Steel Stainless Cast Iron Aluminum Titanium Heat
Material }m‘bﬁ%m Iﬁ%m 7§;X§m Steel » %@; Alloy Alloy Zﬁijtant
Fﬁiﬂ% Prehardened Steel Tool Steel Hardened Steel Ductile Cast Iron
Abbreviation ~40HRC ~45HRC | ~55HRC | ~60HRC | ~65HRC | ~35HRC ~350HB
W-HSCT-P-WLS-HSCT-P
HSCT-P-LS-HSCT-P ©) ©) ©) ©)
W-HSCT-N-WLS-HSCT-N
HSCT-N-LS-HSCT-N O O O O O
HY-HSCM-P O ©) ©) @) ©)
HY-QCC (©) O O O O
HY-BCC @) O O O O

©O=Best O =Good e



%iﬁ% 3 y] 15“%%9673 Coated 3-flute countersink

FX' M G'CS EREE Carbide

60° %5” 60° series

60"

CARBIDE =2
LI T
90° ,z%ﬁﬂ 90° series

e | ——
LF
60",%5” 60° series (8437 © mm)(Unit © mm) 90%@] 90° series

BmsS R SRR | Kinf2 | £ K |W & | #K | E 7 Hms R™ TR | KinfR | £ K| W & | #BK | E &7

EDP No Designation DC DCX LF DCON Lt Stock EDP No. Designation DC DCX LF DCON Lt Stock
9139063 | 6.3X 6X2.0X55 | 1 6.3 55 6 (4.59) | @ | 9149063 | 6.3X 6X2.0X55 1 6.3 55 6 (2.65) | @ |
9139083 | 8.3X 6X3.0X55 | 2.5 8.3 55 6 (5.02) | @ | 9149083 | 8.3X 6X2.5X55 | 2.5 8.3 55 6 (2.9) | @ |
9139104 | 104X 8%X3.0X65 | 2.6 104 65 8 (6.75) | @ | 9149104 | 10.4X 8X3.0X65 | 2.6 104 65 8 (3.9 | @ |
9139124 | 12.4X10X4.0X65 | 2.5 124 65 10 857) | C | @] 9149124 | 12.4X10X4.0X65 | 2.5 124 65 10 (495 | C | @]
9139165 | 16.5X10X4.0X70 | 3.1 16.5 70 10 [(11.6) | @ | 9149165 | 16.5X10X4.0X70 | 3.1 16.5 70 10 6.7) | @ |
9139205 | 20.5X12X5.0X80 | 3.5 20.5 80 12 1(14.72) | @ | 9149205 | 20.5X12X5.0X70 | 3.8 20.5 70 12 (8.35) | @ |
9139250 | 25 X12x5.0X80 | 3.8 25 80 12 |(18.36) [ ) 9149250 | 25 X12X5.0X70 | 3.8 25 70 12 1(10.6) [ ]
FRRIBEIES®Ep. 1. - See p.1 for explanation of icons @ =R HEEFR @=Standard stock item

C —_ 201355 BFHAEFIIF-MIgRACRIRE. el ]
V-U S %j*%m HSS From MayZOWS,cantling will become Cr series. e HSS ‘,>:< 0~-30°
60° Z7F 60" series 90° &7l 90° series 120" &H 120 series
450‘ 90° 120°
= i 3K . 4y
LF LF LF
605,%7)'7” 60° series (8847 : mm)(Unit : mn) 90"%757” 90° series (88452 * mm)(Unit © mm)

Ams IMEXSEnM | SRR | ARiR |2 K (W B | EBK E & HES SMEXSEHRM | (KRR 2 K (| B | #EK E

EDP No. DCX X SIG DC DCX LF DCON Lt Stock EDP No. DCXXSIG DC DCX LF DCON Lt Stock
9106063 6.3X60° 13 6.3 47 5 (4.16) | @ | 9109043 4.3X90° 13 43 40 4 (1.5) | @ |
9106083 8.3X60° 1.8 8.3 52 6 (5.46) | @ | 9109053 5.3X90° 13 53 40 4 (1.9) | @ |
9106104 10.4X60° 2.3 10.4 53 6 (6.84) | @ | 9109063 6.3X90° 13 6.3 45 5 (2.4) | @ |
9106124 12.4X60° 2.5 124 60 8 814)| C | @] 9109073 7.3X90° 1.6 7.3 50 6 (2.75) | @ |
9106165 16.5X60° 2.8 16.5 65 10 |(10.83) | @ | 9109083 8.3X90° 1.8 8.3 50 6 (3.15) | @ |
9106205 20.5X60° 3 20.5 69 10 [(14.29) | @ | 9109094 9.4X90° 2 9.4 50 6 (3.6) | @ |
9106250 25 X60° 3.2 25 75 10 1(17.32) [ ] 9109104 10.4X90° 2.2 10.4 50 6 (3.95) | @ |

9109115 11.5X90° 2.5 11.5 56 8 (4.5) | @ |

9109124 12.4X90° 2.5 124 56 8 (4.8) | @ |

9109134 13.4X90° 2.5 13.4 56 8 (5.3) | @ |

9109144 14.4X90° 2.5 144 56 8 (5.75) | @ |

9109150 15 X90° 2.8 15 60 10 (59) |C|@|

120° | - - - 9109165 16.5X90° 2.8 16.5 60 10 (6.65) | @ |
FB 120 series (R mUnit: 9109190 | 19 X90° 3 | 19 63 | 10 | 775 [e@]

Ams SMEXFIRMA | KRR | KRR | 2 K| W & |#K | E 7 9109205 20.5X90° 3 20.5 63 10 | (85) [ ]

EDP No. DCX X SIG DC DCX LF DCON Lt Stock 9109230 23 %90° 32 7 67 10 9.6) (@ |
9112063 6.3X120° 13 6.3 44 5 (1.39) | @ | 9109250 25 X90° 3.2 25 67 10 |(10.6) I
9112083 8.3X120° 1.8 8.3 48 6 (1.82) | @ | 9109260 26 X90° 3.2 26 67 10 [(11.1) | @ |
9112104 10.4X120° 2.2 10.4 48 6 (2.28) | @ | 9109280 28 X90° 3.5 28 71 12 1(12) | @ |
9112124 12.4X120° 2.5 124 54 8 (2.86) | C | @ | 9109300 30 X90° 3.5 30 71 12 [(129) | @ |
9112165 16.5X120° 2.8 16.5 57 10 (3.95) | @ | 9109310 31 X90° 3.5 31 71 12 1(134) | @ |
9112205 20.5X120° 3 20.5 59 10 (4.91) | @ | 9109340 34 X90° 4.5 34 107 16 [(14.75) | @ |
9112250 25 X120° 3.2 25 62 10 (6.12) [ ] 9109370 37 X90° 4.5 37 111 16 | (16.25) [ ]
FRRIRBIIES#EP.1. - See p.1 for explanation of icons. O@=HrHEFEER @=Standard stock item
INIAARXIRIZR  Avpl |

1 AV Applicable Work Materials

INTAAE} | R e | FEER RN 7273 HEE | B as HEe |hRes | En
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper Aluminum Graphite Titanium Heat Plastic
Material }mﬁ%m IE_*@ 5$X$M Steel H%ﬁiﬁ Alloy Alloy Alloy Resistant
FRine Prehardened Steel  Tool Steel | Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~40HRC ~45HRC | ~55HRC | ~60HRC | ~65HRC| ~35HRC | ~350HB
FX-MG-CS @) O O O O O O O
V-UCs O O O O
O=Best O=Good

&



I t)J ﬁ”%’ﬁzg;ﬁ% Cutting Condition

B A3 ERGEY/]  W-HSCT - HSCT

3-flute carbide end mill for chamfering

Depth of Cut

i . 3 - FREEN (1RHE)
TRAGIFRN - B - ek B&H - TN VAR - 7 g
INIAAE Mild Steel- Carbon Steel- Cast Iron ﬁoy Steel - Tool Steel IHETEtEmEE] ?;f:eligﬁzg;ened Szl A\uﬁr;usmﬁ;\\\oy Stj'\_\zﬁi?ee\ et RE@?{?E%Y Steel
Hork Materia SS"(ONO}SSOSE/C,‘WFHCZFO SCM‘(%T(‘)HS;% oKD SKT. SKD, NAK55, HPM1 AC4D SUS304 Titanium. Inconel
(30 ~38HRC)
Bl 60~100m/min 35~65m/min 20~40m/min 150~230m/min 30~50m/min 15~30m/min
K2 BE | HAEE| 87 BE (HARE| §7) | BE |(HREE| 87 Bl |HARE| &7 | K& |HAEE| 87 BE |(HAEE| 87
Mill Dia Speed Feed frizray Speed Feed peizeay Speed Feed S Speed Feed BE Speed Feed frizrd Speed Feed peizeay
(mm) (min") (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (mm/min) (mm/t)
6 4,250 | 445 0.035 | 2,650 160 | 0.02 1,590 95 0.02 | 10,000 | 1,200 | 0.04 2,100 255 0.04 1,150 70 0.02
8 3,200 380 0.04 2,000 120 | 0.02 1,200 70 0.02 7,550 | 1,000 | 0.045 | 1,600 190 0.04 900 60 0.022
10 2,550 305 0.04 1,600 95 | 0.02 955 55 0.02 6,050 815 | 0.045 | 1,250 155 0.04 700 55 0.025
12 2,100 255 0.04 1,350 90 | 0.022 795 55 0.022 | 5,050 680 | 0.045 | 1,050 125 0.04 585 55 0.03
16 1,600 190 0.04 995 70 | 0.024 595 45 0.024 | 3,800 510 | 0.045 795 105 0.045 440 45 0.033
I S_ 02D S 0.1D S 03D S_ 01D
Depth of Cut
Z| PaaN- . . . .
. 1:U%ﬁﬁ§ﬂﬁﬁﬁm$ﬁ'&ﬂ HY'HSCM Multi-flute carbide end mill for chamfering
—IRIDERN - BER - | ASW - TEW VAR - T (RH) o ;
HDI*Z*—I' Mild S(e; Carbon Steel - Cast Iron E‘\Oy Steel - Tool Steel e (ng:elig:;g;d)ened S A\uﬁfm%\\\oy S(eﬂ'zr\_\zzi?ee\ e R"Eiﬁ?ﬁy Steel
et i SR B e SKT. SKD. NAKS5, HPM1 AC4D 5US304 Titanium, Inconel
(30 ~38HRC)
ey 100~150m/min 60~110m/min 35~65m/min 200~350m/min 50~100m/min 25~50m/min
Kimiz BE |HARE| B7) | BE |(HARE| §7) | BE (HeEE| §7) BE (|HAEE| 87 | BE |HAEE| 8§87 B | #eEE| 87
Mill Dia Speed Feed brizsay Speed Feed tizrad Speed Feed BE Speed Feed brizi Speed Feed iz Speed Feed gy
(mm) (min") (mm/min) | (mm/t) (min") (mm/min) [ (mm/t) (min") (mm/min) | (mm/t) (min") (mm/min) [ (mm/t) (min”) (mm/min) | (mm/t) (min) (mm/min) | (mm/t)
6 6,630 | 1,160 | 0.035 | 4,500 450 | 0.02 2,650 265 0.02 | 14,600 | 2,920 | 0.04 4,000 700 0.035 | 2,000 200 0.02
8 5,000 | 1,200 | 0.04 3,380 510 | 0.025 | 2,000 300 0.025 | 10,950 | 2,950 | 0.045 | 3,000 720 0.04 1,500 225 0.025
10 4,000 | 1,200 | 0.05 2,700 485 | 0.03 1,600 290 0.03 8,750 | 2,880 | 0.055 | 2,400 720 0.05 1,200 215 0.03
12 3,315 | 1,200 | 0.06 2,250 470 | 0.035 | 1,330 280 0.035 | 7,300 | 2,850 | 0.065 | 2,000 720 0.06 1,000 210 0.035
TIRIRE T o2 01D T 03D T oD
Depth of Cut
Z PAN > . . .
. 1:!:“%}5@6%& [==] @QE*%%TZJ] HY'QCC Carbide Q ball end mill for chamfering
— AR - R - ek 22 - TAR VRIS - SRR (RH) S
T Mild Steel- Carbon Steal- CastIron Alloy Steel - Tool Steel ATt f;f:e'c"gfgﬁge"ed g A‘uﬁﬁ‘%“oy S[i_\zﬁil?ee\ Lot RT}:Q%\%Y el
Wi Ss‘t%}gggmgf” SCM‘( ﬂgoj;g) 3© SKT. SKD. NAKSS. HPMI AC4D SUS304 Titanium. Inconel
(30 ~38HRC)
e} 80~100m/min 60~80m/min 30~50m/min 100~200m/min 40~60m/min 15~25m/min
R HHAERE 2353 BHERE 953 BHEEE 2353 BHAIEE R BHEHRE 2353 BHERE
RE Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min”) (mm/min) (min”) (mm/min) (min”) (mm/min)
R1.4 10,200 2,400 8,000 1,800 4,550 980 17,000 4,000 5,700 1,230 2,270 245
R1.9 7,500 2,350 5,860 1,760 3,350 960 12,600 3,950 4,200 1,210 1,680 240
R2.4 6,000 2,640 4,640 1,950 2,650 1,060 9,950 4,380 3,300 1,320 1,330 265
R3.9 3,700 2,590 2,860 1,920 1,630 1,040 6,120 4,280 2,040 1,300 820 260
— T
IERE \@ W R14 = 02mm
Depth of Cut R1.9 = 0.25mm
& R24R39 < 03mm
Z) PN ) . )
. &Eﬁ:”%ﬁﬁﬁ@ﬁm@fﬁlﬁﬂ HY'BCC Carbide end mill for back chamfering
AR - BE - Bk B2 - TEN VAR - TN (BRH) o
INTHT# Mild Steel- Carbon Steel - Cast Iron Aloy Steel - ool Seel I ?;feee"_g;fthizge”e‘j Szl Amf‘fm%my S[;gi%?ee‘ deat Re@g‘ﬁ%y -
i Vi SRR R SKT. SKD. NAKS5. HPM1 ACAD 5US304 Titanium, Inconel
(30 ~38HRC)
e 90~110m/min 70~90m/min 40~60m/min 120~200m/min 50~70m/min 20~30m/min
pNTES IR BHERE IR BHAIRE IR BHAERE B BHAEE B BHAEREE 290 BHAIEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min”) (mm/min) (min”) (mm/min) (min”) (mm/min)
39 8,160 2,600 6,530 1,960 4,080 980 13,060 4,160 4,900 770 2,040 160
4.9 6,500 2,600 5,200 1,960 3,250 980 10,400 4,160 3,900 770 1,620 160
59 5,400 2,600 4,320 1,960 2,700 980 8,640 4,160 3,240 770 1,350 160
7.9 4,030 2,600 3,220 1,960 2,020 980 6,440 4,160 2,420 770 1,010 160
TIEIRE §77
[ 01D

1. 5 {EFRRIER S AIHARFNIR,

2 EHRIEMTYIORZR, B SRmmEERtt:.
3. BRI AERIER T BRI,

A (R R RS IS IR ThE20%.

5. BFEiRabA, IBD BRI,

1. Use arigid and precise machine and holder.
2. Please adjust the speed, feed and cutting depth according to actual cutting conditions.

3.The “Recommended Milling Conditions” above are applicable when using a water-soluble cutting fluid.
4. When using a non-water-soluble cutting fluid, the cutting speed must be reduced by 20%.

5.When chattering or vibration occurs, reduce cutting depth with multiple passes.



I tD ﬁ”z‘%{&kg;&% Cutting Condition

W5 Z 3 7JEIFRET] FX-MG-CS  (60°-90°)

Carbide countersink

ek —RAGIEFN - BRI =g TSN
ImE) CastIron Mild Steel - Carbon Steel AToy Steel Prehardened Steel Al HE All Stainless Steel
Work Material FC250 FCD400 5400, 545C SCM435 NAKSS um}:c% e ‘a'S"UESS;O 4‘99
(~750N/mm?) (~750N/mm?) (~30HRC) (30 ~38HRC)
il 30~60m/min 60~100m/min 30~40m/min 25~40m/min 100~180m/min 24~36m/min
Mz R BHAEREE 1295 HHAERE 1295 HHATRE L9t FHARE R AR L9t HHAERE
Mill Dia Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min") (mm/rev) (min") (mm/rev) (min") (mm/rev) (min") (mm/rev) (min") (mm/rev) (min") (mm/rev)
6.3 3,035 0.17 4,550 0.17 1,820 0.11 1,820 0.11 7,580 0.17 1,515 0.11
8.3 2,300 0.22 3,455 0.22 1,380 0.14 1,380 0.14 5,755 0.22 1,150 0.14
10.4 1,835 0.27 2,755 0.27 1,100 0.18 1,100 0.18 4,595 0.27 920 0.18
124 1,540 0.32 2,380 0.32 925 0.22 925 0.22 3,850 0.32 770 0.22
16.5 1,160 0.38 1,735 0.40 695 0.25 695 0.25 2,895 0.40 580 0.25
20.5 930 0.45 1,400 0.45 560 0.28 560 0.28 2,330 0.45 465 0.28
25 765 0.50 1,145 0.50 460 0.32 460 0.32 1,910 0.50 380 0.32
TIBIRE
Depth of Cut
a3 7 % % ° .
. miﬁg 3 7]1:U%"E%7] \FUCS (60 90°-120 ) HSS countersink
ek —ARAGIEFIN - BE=IN aeil o4 S
IIITA4% Cast Iron Mild St:e\ - Carbon Steel AT:)\/ Steel Prehardened Steel Al HE Al 3 Tﬁ? 1
Work Material FC250 FCDA400 55400, S45C SCM435 NAKSS uminum Atoy e
(~750N/mm?2) (~750N/mm?) (~30HRC) (30 ~38HRC)
IR 10~30m/min 20~40m/min 10~14m/min 8~14m/min 30~60m/min 8~12m/min
EINES R AR R FHERE L9E FHATRE L9t AR R HHARE R FHARE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min") (mm/rev) (min") (mm/rev) (min”) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
43 1,480 0.11 2,220 0.11 890 0.08 890 0.08 3,705 0.11 740 0.07
53 1,200 0.14 1,800 0.14 720 0.10 720 0.10 3,005 0.14 600 0.09
6.3 1,010 0.17 1,515 0.17 605 0.12 605 0.12 2,525 0.17 505 0.11
73 870 0.20 1,310 0.20 525 0.13 525 0.13 2,180 0.20 435 0.12
8.3 765 0.22 1,150 0.22 460 0.14 460 0.14 1,920 0.22 385 0.14
9.4 675 0.25 1,015 0.25 405 0.16 405 0.16 1,695 0.25 340 0.16
104 610 0.27 920 0.28 365 0.19 365 0.19 1,530 0.28 305 0.18
124 515 0.32 770 0.32 310 0.22 310 0.22 1,285 0.32 255 0.22
14.4 440 0.34 665 0.35 265 0.23 265 0.23 1,105 0.35 220 0.23
15 425 0.35 635 0.37 255 0.24 255 0.24 1,060 0.36 210 0.24
16 385 0.38 580 0.40 230 0.25 230 0.25 965 0.40 195 0.25
20.5 310 0.45 465 0.45 185 0.28 185 0.28 775 0.45 155 0.28
25 255 0.50 380 0.50 150 0.32 150 0.32 635 0.50 125 0.32
TIRIRE
Depth of Cut

1 AR R R FRALTIHA.

2 EIRIEIN TR, BRSNS RIS

3. ERIBIS A RER T KA MR,
4. (AU B S LR T RE20%.
5. Br=aEiRaht, ERSIRTIAN.

1. Use a rigid and precise machine and holder.
2. Please adjust the speed, feed and cutting depth according to actual cutting conditions.

3.The “Recommended Milling Conditions” above are applicable when using a water-soluble cutting fluid.
4.When using a non-water-soluble cutting fluid, the cutting speed must be reduced by 20%

5. When chattering or vibration occurs, reduce cutting depth with multiple passes.
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