HY-PRO Chamfering Cutter Series Vol.5
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HY-HSCM-P 474 T

Multi-flute carbide end mill for chamfering 4 items

EED AEEQR—ILI VR :

HY-QCC 4747 s

Carbide Q ball end mill for chamfering 4 items

RERDOABEIVRI:

HY-BCC 4747 s

Carbide end mill for back chamfering 4 items
st 12 745 LEN

12 new items added
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Extensive tooling lineup optimized for every application
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Carbide Q Ball End Mill for Chamfering WXL Coated HY_QCC
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Carbide End Mill for Back Chamfering WXL Coated HY_BCC
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W7 A 32V DEFEICDWNT Guide for icons
n *ZE Tool Materials E ﬁﬁﬂﬂ Surface Treatment E 19[.‘;1’1% Helix Angle

ieEaE JAR mm WX T~T4V7 | TX3—T40 o VI—T 40 IVRIILDED
CARBIDE Tungsten HSS  Hss WXL XL Coating X (MAINSRI—=F12/7) v (BEZEI—T12D) ‘;‘ RUNAZRRLET
Carbide FX (TIAIN) Coating V/(composite multi-layered) Coating Helix Angle of Flute for End Mills
ﬂ R?Fﬁ'% Tolerance of Radius E T=I \nﬂé%?‘:‘gﬁ Tolerance for Cutting Edge Incline E 2 VU shank
B TV RIILD = 7/ IXRILOT—/REREEE  [WEm Y2007k (BEE(S8D)
& RFEEERRLEY . ZRUFT e B ENEST T
= Identifies the tolerance of the radius for end mills £30 Tolerance for Cutting Edge Incline of Tapered End Mills Suitable for the shrink holder system
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EWDHEEI yFE’lJ Carbide end mill for chamfering
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Optimal number of flutes for high efficiency and stable machining

S NEW ]

Multi-flute

- 38H
3-flute
ZHILRICED
=iIXD - SHERIT
High-feed and high-efficiency
machining with multi-flute
specification

MIHPOUTTbZEMHE L

ZEMT
Stable machining by suppressing
chattering during machining

68 6-flute

5X 5-flute
KinE 6 KimE @ 8LLE
Mill diameter @6 Mill diameter @8
or more

40° atn
40° helixangle
AR EE LT EZSRIT CEIL

Superior sharpness and smooth surface finish

<D - JXUDVEGE

Cut down burrs

RIFG4TP
Positive Type

FIWEZULGE SE. MRSE. AT VUM

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

*HIA4TN
Negative Type

For cast iron, carbon steel and alloy steel
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Carbide Q ball end mill for chamfering [ NEW ] 3*&%7JU~ 9 ~, N a
SI=J
,—R_}l,lnt[‘282° 0)5’]1{“1 Coated 3-flute countersink
282° ball cutting edge
U TRARTE E L ISTTRD HEDOEED
JXUERD hial e A= Cl —_— ~
Various hole shape?such as pipe shapes ZEI'JE U, \thIf . J al J
can be deburred wide variety of chamfering angles
J - FX-MG-CS
BEYU—X:60°. 90°
4 I Z N
FXd—Fa1>J
—y Carbide series with FX coating
RENDRAEELIYFS)) o
Carbide end mill for back chamfering - V-UCS
NAZAVYU—=X:60°. 90°, 120°
AT e
4-flute specification HSS series with V coating
- SRR THEEERFINIO A RE
High-efficiency machining is possible with
multi-flute specification
EﬂE*& L\;n:g FPIWEZILEEDSAT VLA,
; ! HEE TIRLLEHIA 50
Right-hand cut and left-hand helix flute Compatible with a wide range of work
o ials, fi i
- @R YINADYIENER £ aniess st ancremperad steey
Improves machinability of the chamfer cutting edge ) Y,

mIs-%

Cutting Data

fERATE Tool HSCT-P

P A X size 1X45°X6

A work Material Inconel 718 EE?&Q%%%;E;E@WW
BB Cutting Speed 23m/min(1 ,2OOmin'1)

EDIEE Feed 100mm/min(0.027mm/t)
EEOIE Depth of Cut C1.0

TEZRHE Overhang Length 18mm

BIHIPHE Coolant

IGA MR Water-soluble

fit#&<Inconel 718 0.86m L&D I EIE(SIREE

Wear after milling 0.86m in nickel based heat resistant alloy (Inconel 718).

EEFENE © 0.076 mm (KkETLDHEITTEE)

Wear width : 0.076mm  (can continue milling)




Eﬂy D m 3*&” EEEI y FE } ll 3-flute carbide end mill for chamfering
W-HSCT m— g I AN
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MERNTEEEND TEIFFX-SCC, FX-LS-SCC. VP-SCC. CA-SCC, CA-LS-SCCZTHERA TS L.
FX-SCCFX-LS-SCC,VP-SCC,CA-SCC,CA-LS-SCC are available as chamfering cutter with bottom teeth.

CARBIDE

DCON

LF

W-HSCT-P (WXLO—b RYZAT LF2S WXL Coated Positive type Regular)  (&fii : mm)(Unit : mn)

WLS-HSCT-P (WXLO—h KI&4T OVJY 922 WXL Coated Positive type Long Shank) (8431 : m)(Unit : mm)

Y—IUNo. | BifEXT—)\H#EXAHE | £ & | F A4 IR Y—IUNo. | BifEXT—)\$EXARE | £ & | I & |YrIIRE TR
EDP No. DC X KAPR X DCX LF APMX DCON Stock (Yen) EDP No. DC X KAPR X DCX LF APMX DCON Stock (Yen)
9200106 1X45°X 6 50 25 6 ® | 12,200 9200126 1X45°X 6 100 25 6 @ | 13,000
9200108 1X45°X 8 60 35 8 @ | 14,800 9200128 1X45°X 8 100 3.5 8 ® | 16,500
9200110 2X45°X10 70 4 10 C | @ | 19,000 9200130 2X45°X10 100 4 10 C | @ | 20,900
9200112 2X45°X12 75 5 12 @ | 24,300 9200132 2X45°X12 105 5 12 @ | 26,700
9200116 2X45°X16 100 7 16 ® | 39100 9200136 2X45°X16 140 7 16 @ | 47,000

W-HSCT-N (WXLO—=hK RAFAT LF23 WXL Coated Negative type R

egular) (&1 mm)(Unit : am)

WLS-HSCT-N wxta- 2547 ov53+v

27 WXL Coated Negative type Long Shank) ({7 : mm)(Unit : nm)

Y—)UNo. | BIRBEXT—/\FEXKRE | £ & JYIOR| OB | REE Y—JUNo. | BlREXT—)\$BXARE | £ R IvIOR| & R
EDP No. DC X KAPRX DCX LF APMX DCON Stock (Yen) EDP No. DC X KAPR X DCX LF APMX DCON Stock (Yen)
9200156 1X45°X 6 50 2.5 6 @® | 12,200 9200176 1X45°X 6 100 25 6 @® | 13,000
9200158 1X45°X 8 60 8IS 8 ® | 14,800 9200178 1X45°X 8 100 Bi5 8 ® | 16,500
9200160 2X45°X10 70 4 10 C | @ | 19,000 9200180 2X45°X10 100 4 10 C | @ | 20,900
9200162 2X45°X12 75 5 12 @ | 24,300 9200182 2X45°X12 105 5 12 @® | 26,700
9200166 2X45°X16 100 7 16 @® | 39,100 9200186 2X45°X16 140 7 16 @® | 47,000
PAIVDHBAEPIZTETEL, - See pi for explanation of icons O=1FHE/EER @="Standard stockitem
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M ENMEEED TEIFFX-SCCFX-LS-SCCVP-SCC, CA-SCC, CA-LS-SCCZfERA T L. LF

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

HSCT-P (RYZA T LFa3S Positive type Regular)

(B832 - mm)(Unit - mm)

LS'HSCT'P (RIZAT OV TV w7 Positive type Long Shank)

(BB3Z : mm)(Uniit 2 mm)

Y—JUNo. | FREXT—/HEXARRE | £ R JPVOR| £ B | REME Y—)UNo. | BREXT—)\FAXAHEE | £ & IYVOR| OB | REME
EDP No. DCXKAPRX DCX IF APMX DCON Stock (Yer) EDP No. DCXKAPRX DCX IF APMX DCON Stock (Yer)
9200006 1X45°X 6 50 2.5 6 @ | 11,100 9200026 1X45°X 6 100 2.5 6 @ | 11,800
9200008 1X45°X 8 60 3.5 8 @ | 13,400 9200028 1X45°X 8 100 3.5 8 @® | 15,000
9200010 2X45°X10 70 4 10 C | @ | 17,500 9200030 2X45°X10 100 4 10 C | @ | 19300
9200012 2X45°X12 75 5 12 ® | 22,400 9200032 2X45°X12 105 5 12 @® | 25,100
9200016 2X45°X16 100 7 16 ® | 36,100 9200036 2X45°X16 140 7 16 @ | 43,800
HSCT-N (RHAZAT LF 25 Negative type Regular) (88431 2 am)(Unit : mm) LS-HSCT-N (RHZAT OYT 22 Negative type Long Shank) (EB411 : mm)(Uniit - mm)
W—JUNo. | BREXT—/HEXARR | £ B | F PAPIL:S TRAE(A% Y—)UNo. | BlRBEXT—/\EEXAHE | £ R | A R |YvVIR TRAEf4%
EDP No. DCXKAPRX DCX LF APMX DCON Stock (Yen) £DP No. DCXKAPRX DCX IF APMX DCON Stock (Yen)
9200056 1X45°X 6 50 2.5 6 @ | 11,100 9200076 1X45°X 6 100 2.5 6 @ | 11,800
9200058 1X45°X 8 60 3.5 8 @ | 13,400 9200078 1X45°X 8 100 3.5 8 @® | 15,000
9200060 2X45°X10 70 4 10 C| @ | 17,500 9200080 2X45°X10 100 4 10 C | @ | 19300
9200062 2X45°X12 75 5 12 @ | 22,400 9200082 2X45°X12 105 5 12 @ | 25,100
9200066 2X45°X16 100 7 16 ® | 36,100 9200086 2X45°X16 140 7 16 @ | 43,800

TAIVDHRBIFpAZETETEL - See p.l forexplanation of icons O =1Z#FEMR @=Standard stock item
~ | E—y
Eﬂy Dm%ﬂﬁﬁil/ h:}b Multi-flute carbide end mill for chamfering
|| m AN
H Y 'HSCM [ NEW CARBIDE <d )
WXL +3(0' FIT 40
& =
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APMX‘L
RN EEEND TEIFFX-SCC, FX-LS-SCCVP-SCC, CA-SCC, CA-LS-SCCETERATEL. 53 6% LF
FX-SCC,FX-LS-SCC,VP-SCC,CA-SCC,CA-LS-SCC are available as chamfering cutter with bottom teeth. 5-Flute 6-Flute
HY-HSCM-P Giy517 L#25 positive type Regular) (842 m)(Unit : nm)
Y—JUNo. SFEimfRX T —) A X KimEX T 2 R A R IO E3d T E TR
EDP No. DC X KAPR X DCX X ZEFP LF APMX DCON ZEFP Stock (Yen)
9200246 2X45°X 6X5F 50 2 6 5 [ ] 13,500
9200248 3X45°X 8X6F 60 2.5 8 6 C [ ) 17,000
9200250 3X45°X10X6F 70 3.5 10 6 [ 22,200
9200252 3X45°X12X6F 75 4.5 12 6 [ 24,600

<74 DVDFHRBAIFPIZETETE L - See p. for explanation of icons Q@=1R%EEMR @=Standard stockitem



Eﬂy DmﬂﬁEQn{_, III y FE}I] Carbide Q ball end mill for chamfering
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HY-QCC = o | e
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. Z 30
— - y e z
-% g | o %%‘ 8
<
APMX] w
LF
(B4  mm)(Unit : mm)
Y—JUNo. IR—ILHE 3 DI =3 BR IR ' & A # TR
EDP No. RE LF APMX LU DCON DN ZEFP Stock (Yen)
9200214 R1.4 60 2.49 15 4 1.7 3 [ ] 10,100
9200219 R1.9 60 3.38 20 4 24 3 c [ J 10,100
9200224 R2.4 70 4.27 25 6 3 4 [ ] 11,400
9200239 R3.9 100 6.93 40 8 4.7 4 [ J 17,500
TAIVDHRBBIFEpIZETETEL, - See p. for explanation of icons. @ =1Z£7EER @=Standard stockitem
= - S m—
%EEY DmEﬁEI J l\:} II Carbide end mill for back chamfering
HY-BCC =S I A
CARBIDE o
WXL +30' FIT 30
SeHC
At the tip
o, .
. | ——— ¥ g z _~130 .
i — 8= 8
“ —[ |APMX
[ W
LF
(ERA3Z : mm)(Unit : mm)
Y—)UNo. FIREXT —/\FAXEEXE TR £ R B MR A4 B & £ E IRAEfA%
EDP No. DCXKAPRXDN X LU LF APMX LU DCON DN Stock (Yen)
9200196 3.9X45°X2.4X16 45 0.75 16 4 24 [ J 8,070
9200200 4.9X45°X2.8X20 50 1.05 20 6 2.8 c [ 9,690
9200204 5.9X45°X3.4X24 60 1.25 24 6 34 [ 10,900
9200212 7.9X45°X4,5X32 70 1.7 32 8 4.5 [ 13,500
TPAOAVDHBBIFpIZETE TEL, - Seep.l for explanation of icons. O=IZ#EER @=Standard stock item
s\
*ﬁﬁ“*jiqhb\ﬁ Applicable Work Materials
WHIME | BRIl Gl | TUN—RVHE AT VUM | #Ek ZIL=E FYVEE MHSE
Work | Carbon Steel Alloy Steel Prehardened Steel Stainless Cast Iron Aluminum Titanium Heat
Material 7U/ \_ F\Jﬁm IE&M m:&lnﬁ]ﬂ Steel gﬁg,ﬁbﬁ% Alloy Alloy ;Ie‘istant
;ﬁgﬁ:ﬁga% Prehardened Steel Tool Steel Hardened Steel Ductile Cast Iron 4
Abbreviation ~40HRC ~45HRC | ~55HRC | ~60HRC | ~65HRC | ~35HRC ~350HB
W-HSCT-P-WLS-HSCT-P O O O O O
W-HSCT-NWLS HSCTN (@) O @) O O O O
HSCT-P-LS-HSCT-P O O O O
HSCT-N-LS-HSCT-N O O O O O
HY-HSCM-P O O O (@)
HY-QCC O O O O O O O
HY-BCC O O O O O O O

©O=Best O =Good e




:_7_-4 yﬁ‘s*&EjJijg_yyg Coated 3-flute countersink

FX'MG'CS FBEE Carbide

g

60°VU—2X 60 series

CARBIDE ﬂ
LS TS
90°U—X 90" series

60"
i e

LF
60°:JU—Z' 60° series (8432 : am)(Unit : mm) 90°°/U—Z' 90° series (B4 mm)(Uniit - nm)
¥—JUNo. 20) FIRR | KinR | & & |VrVIR|7-IBR| £ B |B#HE | Y—IUNo. E20) TR | KRR | & R |VrVI0R|7T-I\BR| £ E |REME

EDP No. Designation DC DCX LF DCON Lt Stock (Yen) EDP No. Designation DC DCX LF DCON Lt Stock (Yen)

9139063 | 6.3X 6X2.0X55 | 1 6.3 55 6 (4.59) @ | 25,700 9149063 | 6.3X 6X2.0X55 1 6.3 55 6 (2.65) @ | 25,700
9139083 8.3X 6X3.0X55 2.5 8.3 55 6 (5.02) @ | 28,900 9149083 8.3X 6X2.5X55 2.5 8.3 55 6 (2.9) @ | 28,900
9139104 | 10.4X 8X3.0X65 | 2.6 104 65 8 (6.75) @ 37,200 9149104 | 10.4X 8X3.0X65 | 2.6 104 65 8 (3.9) @ 37,200
9139124 | 12.4X10%X4.0X65 2.5 124 65 10 (8.57)| C | @ | 38,500 9149124 | 12.4X10X4.0X65 2.5 124 65 10 (4.95)| C | @ | 38,500
9139165 | 16.5X10X4.0X70 | 3.1 16.5 70 10 [(11.6) @ | 45,400 9149165 | 16.5X10X4.0X70 | 3.1 16.5 70 10 6.7) @ | 45,400
9139205 | 20.5X12X5.0X80 3.5 20.5 80 12 (14.72) @ | 51,400 9149205 | 20.5X12X5.0X70 3.8 20.5 70 12 (8.35) @ | 51,400
9139250 | 25 X12X5.0X80 3.8 25 80 12 (18.36) @ | 74,600 9149250 | 25 X12X5.0X70 3.8 25 70 12 (10.6) @ | 74,600

TAIVDHRBAIFpIETETRE L - See p.l forexplanation of icons

O=1ZEEER

@=Standard stock item

¥ 2013F5 B EDKDCrRIO—T 1 I EFOTHEDFET, el ]
- g wi HSS
V UCS /\/rz HSS From May 2013, coating will become Cr series. \,>:< 0~-30'
60°/U—X 60 series 90°U—X 90’ series 120°U—X 120" series
/€\BD‘ 90° 120°
gs ] 8 BN = geii g
LF LF LF
60°>J—2X 60 series @i muntm 90"V U—Z 90 series (B84 nm)(Unit - mm)
Y—)UNo.| SEXSFEIRAE | EWE | KRR | £ R (VYR T-IER| £ E |REME Y—)UNo.| HSEXFEIAE | KRR | KRR | £ R (VYR T-IER|E E |REME
EDP No. DCX X SIG DC DCX LF DCON Lt Stock (Yen) EDP No. DCX X SIG DC DCX LF DCON Lt Stock (Yen)
9106063 6.3X60° 13 6.3 47 5 (4.16) @ | 4,680 9109043 4.3X90° 13 4.3 40 4 (1.5) @ | 3,580
9106083 8.3%X60° 1.8 8.3 52 6 (5.46) @ | 5570 9109053 5.3X90° 13 53 40 4 (1.9) @ | 3,700
9106104 10.4%X60° 23 10.4 53 6 (6.84) @ | 6420 9109063 6.3X90° 13 6.3 45 5 (2.4) @ | 3,740
9106124 12.4X60° 2.5 124 60 8 8.14)| C | @ | 6,840 9109073 7.3X90° 1.6 7.3 50 6 (2.75) @ | 4390
9106165 16.5X60° 2.8 16.5 65 10 |(10.83) @ | 8180 9109083 8.3X90° 1.8 8.3 50 6 (3.15) @ | 4,540
9106205 20.5X60° 3 20.5 69 10 [(14.29) @ | 11,400 9109094 9.4X90° 2 9.4 50 6 (3.6) @® | 5,060
9106250 25 X60° 3.2 25 75 10 1(17.32) @ | 14,500 9109104 10.4X90° 22 10.4 50 6 (3.95) @ | 57140
9109115 11.5X90° 2.5 11.5 56 8 (4.5) @ | 5340
9109124 12.4X90° 2.5 124 56 8 (4.8) @ | 5460
9109134 13.4X90° 2.5 13.4 56 8 (5.3) @ | 6340
9109144 14.4X90° 2.5 14.4 56 8 (5.75) @ | 6340
9109150 15 X90° 2.8 15 60 10 (59) | C|@| 6340
1200/ — g . . " 9109165 16.5X90° 2.8 16.5 60 10 (6.65) @ | 6450
U=Z 120 series GO 79109190 | 19 X90° 3 |19 63 | 10 | 775 [@] 8460
Y—JUNo.| HREXSERA | SRR | KRR |2 &R \|\VWVIR|TIBR|E E |REMS 9109205 20.5%90° 3 20.5 63 10 (8.5) ® | 9230
EDP No. DCX X SIG DC DCX LF DCON Lt Stock (Yen) 9109230 23 X90° BB 23 67 10 (9.6) ® | 10,600
9112063 6.3X120° 13 6.3 44 5 (1.39) @ | 57140 9109250 25 X90° 3.2 25 67 10 |(10.6) @ | 11,300
9112083 8.3X120° 1.8 8.3 48 6 (1.82) @ | 6,050 9109260 26 X90° 3.2 26 67 10 [(11.1) @ | 13,900
9112104 10.4X120° 2.2 10.4 48 6 (2.28) @ | 7,070 9109280 28 X90° 3.5 28 71 12 1(12) @ | 14,700
9112124 12.4X120° 2.5 124 54 8 (2.86) | C |@]| 7,970 9109300 30 X90° 3.5 30 71 12 1(12.9) @ | 15,900
9112165 16.5X120° 2.8 16.5 57 10 (3.95) @ | 9550 9109310 31 X90° 3.5 31 71 12 (134 @ | 17,000
9112205 20.5X120° 3 20.5 59 10 (4.91) @ | 12,600 9109340 34 X90° 45 34 107 16 [(14.75) @ | 27,200
9112250 25 X120° 3.2 25 62 10 (6.12) @ 16,100 9109370 37 X90° 4.5 37 111 16 | (16.25) @ | 34,800
< 7AIVDFHRBAIFPIZETETE L, - See p. for explanation of icons O=1Z#EER @=>Standard stockitem
tREIA XTI
N 1/ Applicable Work Materials
RHEIME | 3R Bl | TUN—RVH ATYVAS | ik BEE | 7IVIGE | I57740 | FIVEE | WREE | TSAFYY
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper Aluminum Graphite Titanium Heat Plastic
Material 7U}\_|‘yﬂ Iﬁﬂﬂ m:&lniﬁ Steel ggg,ﬁbﬁﬁ* Alloy Alloy Alloy Resistant
Eﬁga% Prehardened Steel  Tool Steel Hardened Steel Ductile Cast Iron Alloy
al
Abbreviation ~40HRC ~45HRC | ~55HRC | ~60HRC | ~65HRC| ~35HRC | ~350HB
FX-MG-CS © O o |o|] o] o o | O
V-UCS @) O O © O O
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I t’Jﬁ“%FFEZEﬂEE Cutting Condition

B EEDA3MIEEIVRI)L  W-HSCT-HSCT

3-flute carbide end mill for chamfering

Depth of Cut

HHIA Mild Steel- Carbon Steel - Cast lron Aﬁ;y Steel - Tool Steel IHkatd %;f:‘e gﬁ'l‘.‘an';e”ed St 7’5\;&3&“5& ija\—n\/e slsjsfe(;ﬁ Hent Rmﬁﬁﬁy steel

i Vi B SRe R R SKT. SKD. NAKS5. HPM1 ACAD 5US304 Titanium, Inconel

(30 ~38HRC)

DL 60~100m/min 35~65m/min 20~40m/min 150~230m/min 30~50m/min 15~30m/min
Kz EEmERE | EDRE | IHb |EERE EXDRE | IHD EEEE|ZXDEE | JHb |EEmEE [EDEE| IHb |EERE | ZXDERE | NED |EImERE | EDRE | JHb
Mill Dia Speed Feed b Speed Feed by Speed Feed p Speed Feed *=b Speed Feed *bh Speed Feed *bh

(mm) min) | eovmin) | o) | min) | om/ming | @) | @in) | eom/min) | ) | @min) | eoovmin) | omy | mind) | mo/min) | eom) | min) | mm/min) | M/
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
EHARE 02D S_ | 0.1D S_ | 03D S_ | 01D
Depth of Cut
73 ~ A —
. EHEDFH%EEEEIJ :“J HY'HSCM Multi-flute carbide end mill for chamfering
— RN R asE-TES S - TV \— R/ () - .
#ﬁHUM Mild Stee%(arbon Steel- Cast Iron Aﬁ)y Steel - Tool Steel ket ?;?:;lgft:‘.‘igened gtz 7&’\@@3%’53 ;étja\'_nﬁslsjsze\jﬁ (S Reﬁ?iﬂﬁ%y Steel
Rleilae] 554(‘5)%55053/%;(2)250 SCM‘( iKaTOHS:Z) 30 SKT. SKD. NAK5S, HPM1 AC4D SUS304 Titanium. Inconel
(30 ~38HRO)

e 100~150m/min 60~110m/min 35~65m/min 200~350m/min 50~100m/min 25~50m/min
KR EEmEE | EDEE | JHb |EEmEE |EXDRE | FHD EEEE | ZXDEE | JZb |EEmEE [EDEE | JHb |EEEE | ZXDERE | NEb |EImEE | EDRE | X0
Mill Dia Speed Feed %b Speed Feed *=b Speed Feed b Speed Feed ¥ Speed Feed b Speed Feed =*=b

(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
THARE — 02D — 01D 03D — 01D
Depth of Cut
- n o pLS —~
. ﬁﬂybﬁﬁfeﬁEQTﬁ—) IJIJI\:} IJ HY'QCC Carbide Q ball end mill for chamfering
—WEERE RRE B% | oem-Tag |BHE-TUCE/ERE) == =
HHI Mild Steel- Carbon Steel- Cast Iron Aﬁ:y Steel - Tool Steel Hardened ?&:Lgﬁ:iﬁenm el 7”{\%@2?\33 st;réslgﬁgﬂ Heat Rgﬁﬁ%y Steel
Wi B S Sep o SKT. SKD. NAK55. HPM1 ACAD 5US304 Titanium. Inconel
(30 ~38HRC)
R 80~100m/min 60~80m/min 30~50m/min 100~200m/min 40~60m/min 15~25m/min
EliR®RE EDRE BlimRE EDRE BlmRE EDRE BlIRRE EDRE BlIRRE EDRE BlERRE EDRE
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
G

THARE \§ Y Ri4_|=02mm

Depth of Cut R1.9 = 0.25mm

— 7J -~ A —

. %ﬁﬂybﬁﬁhﬁﬁljl\:) lJ HY'BCC Carbide end mill for back chamfering
—RERE pRE H | eemoTam  |BHE-TUA-RUEGE) =— .
?&EU*Z Mild Steel- Carbon Steel - Cast Iron Aﬁoy Steel - Tool Steel e %;f:‘elg[le[:igened sz 7}/&7[;“;‘3{\?3% ;(Stja\-mJeslsJSiﬁ Heat Rﬁi‘ﬁﬁy Steel

Wt il sst@%;()sg/cr\n;cz)zso SCM‘( ﬂgojég) 3@ SKT. SKD. NAKSS, HPM1 AC4D SUS304 Titanium. Inconel

(30 ~38HRC)

e 90~110m/min 70~90m/min 40~60m/min 120~200m/min 50~70m/min 20~30m/min
KimfR ElERRE EDRE ElERRE EDRE ElERRE EDRE EERRE XDRE EERRE XDRE EERRE EDRE
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)
3.9 8,160 2,600 6,530 1,960 4,080 980 13,060 4,160 4,900 770 2,040 160
49 6,500 2,600 5,200 1,960 3,250 980 10,400 4,160 3,900 770 1,620 160
5.9 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
PHARE §ii
[ 01D

1.5, MILY BRI S DIEEDENEDZ CEATEL.
2 T ORAR PRI TEDRIRIC & o TUIHIRMGZFEL T L,
3. LEEDEIHIRMAEAER (S, KAEEREZER T 2BE0DHD T,
A RKBEETHERB ZEAT 2HE(E. UIEIEREZ 20% NI TREL.
5.00D PIRBZEE FRHBGEVHASFEHZHEICH T TTE,

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 tﬂﬁ“%ﬁgiﬁﬁ Cutting Condition

B354V I3HAD5—220T FX-MG-CS  (60°-90°)

Carbide countersink

ik —REAEE A - SRR [=E] TUN=RVR == =5
?&HUH Cast Iron Mild St; - Carbon Steel A?oy Steel Prehardened Steel T)le‘_'jlﬁeﬁ XST‘J IJSR%M
Work Material FC250 FCD400 55400, 545C SCM435 NAKS5 e ‘a'sr‘uess;o 4‘35
(~750N/mm?) (~750N/mm?) (~30HRC) (30 ~38HRC)
VIR 30~60m/min 60~100m/min 30~40m/min 25~40m/min 100~180m/min 24~36m/min
Cutting Speed
) NE OEERE | ZXDRE OERE | EDERE OEEE | EDRE OEEE | XDEE OEEE | XDERE OEEE | XDERE
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 1,160 038 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
EhHAZRE
Depth of Cut
— ~ a* ~ T o o o
[ | 3—T4J73’F5Z3~373'j/9—‘//9 V-UCS (60 -90°-120 ) HSS countersink
K —fgiEIS A - PR aEi TUN—RHE == ==
HEI+F Cast Iron Mild Steel - Carbon Steel A‘ﬂ)y Steel Prehardened Steel T)KN_QQ‘I‘SQ ;ET‘J IJSZﬁ‘ﬁ
Work Material FC250 FCDA400 $5400, S45C SCM435 NAKSS e taISnUeSSBSO L
(~750N/mm?) (~750N/mm?) (~30HRO) (30 ~38HRC)
TREE 10~30m/min 20~40m/min 10~14m/min 8~14m/min 30~60m/min 8~12m/min
utting Speed
S2 OERE | EDERE CERE | EDERE OERE | XDERE BEmEE | EDERE CEmEE | EDRE CEmRE | EDRE
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
7.3 870 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
EhARE
Depth of Cut

1.5, LS EAMEDSH DREEDBNEDZETHERTE L,

2. MIMDFRPIRIFITEDRIRIC K O THIHIRMZFHRELTTE L,
3. LEEDYIHISRBEAER(E., KBEVIEIERZERT2BEDBDTT,
A4 TKBHYIEIME Z AT 2551 tIEEREZ20% NI TTFEL,
5.0U0bPIREBZE T HBEEFIAG B ZEHEICHFTTEL,.

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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