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Profing ~ Radius  Finishing  Cutting Conditions Diessinking  Profiing  Radius _Semi  Finishing
inishing

TS he Ds=6 :0~—0.008 he Ds=6 :0~—0.008
+0.02 6<Ds=10 : 0~—0.009 6<Ds=10 : 0O~—0.009
Gl !) 10<Ds=18:0~—-0.011 ') 10<Ds=18:0~-0.011
R tolerance 18<Ds :0~—0.013 (mm) 18<Ds :0~-0.013 (mm)
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Helix angle

Carbide  Helix angle

TE & size mm)
. 1/ 4 NI N 4 TRy 7
f-lag| S| IR | 2R | IV0R t-I4E| B | IR | 2R [YrUB
- Item Code Stock R g!"' Flute Overall | Shank ltem Code Stock R Mill Flute Overall | Shank
D ia. Length Length Dia. Dia. Length Length Dia.
# | BX00010 O] 1 2 4] 48] 6 | [Feeo4 0] 2| 4] 20| 65| 4
? BX00015 ] 1.5 3 7 48 6 FE606 O 3 6 25 80 6
3 BX00020 L] 2 4 10 60 8 FE608 O 4 8 25 80 8
IN BX00025 I 2.5 5 12 60 8 FE610 O 5 10 25 80 10
):I/ BX00030 | 3 6 12 60 8 FE612 O 6 12 30 80 12
BX00035 L] 3.5 7 16 68 10 FE614 O 7 14 30 80 14
BX00040 ] 4 8 19 68 10 FE616 O 8 16 35 110 16
BX00050 O 5 10 22 73 12 FE618 O 9 18 35 110 18
BX00060 O 6 12 26 73 12 FE620 OJ 10 20 35 110 20
BX00070 i 14 | 26 | 120 | 16 | [ : epEsEEcy . BEHEE~nmat <2al,
BX00080 U] 8 16 32 150 16 [] : Stocked by specified distributor. Contact with our sales department.
BX00090 ] 9 18 32 | 150 20
BX00100 ]| 10 20 35 | 160 20
BX00125 ] 12.5 25 35 180 25
BX00150 ]| 15 30 35 | 180 25
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Recommended cutting conditions R3 =0-5mn
?\;ﬁvﬁﬂﬁj (ﬁﬁ'_é‘? 44 DtJJihA?:'j LIS R—JV¥RER X 54ZDc Tool Dia. (mm)
(ﬁ'armef;')a Condiion Range| P °* | Cutting Condiion| R1X 2 | R1.5X3 | R2X4 | R25X5| R3X6 | R85X7 | R4X8 | R5X10
RSRR - BoRiE g | LD | @S min 27,000| 21,000 18,000| 16,000  9,600| 880 8200 7,300
) AEES SR
(81884%0‘2é3§6-|08‘) General | Referiote | m /min| 500~ | 500~ | 500~ | 600~ | 600~ | 600~ | 800~ | 800~
S45C whle | IR 800 800 800 1,000 1,000 1,000 1,300 1,300
e M N AR meng min' 24000/ 19,000| 15000/ 13,000] 7,700/ 7,100/  6,600| 5,900
—_ VAREES ZhR
g\l%?smgffgg?w General | Releriobe | pgm m/min 400~ | 400~ | 400~ | 500~ | 500~ | 500~ | 700~ | 700~
SUS304 - 440 table = 700 700 200 900 900 900 1,200 1,200
D e | | mA i 21,000{ 17,000/ 13,000| 11,000  7000| 6000 5800 5000
—_~ 7) Z2hR
(SECSI\/I sﬁ?g R&T General | Refertothe | 300~ | 300~ |300~ |400~ |400~ |400~ |500~ | 500~
HPM1. NAK55 e | EDEE mn/min 600 600 600 800 800 800| 1,000/ 1,000
WHIA () st | AR IIES S R—)LHER X H4ZDc Tool Dia. (mm)
ora thaser@ |contionRange] **"mm " | Cutting Condition | R6 X 12 | R7 X 14 | R& X 16 | R9 X 18 | R10 X 20 | R12.5 X 25| R15 X 30
WBISHE - bR HEE | e mine 6,500  6,200] 5800| 5400| 5100 4500 4,000
Mild Steels, Carbon Steels s ’ s ) s’ ’ ] s
- pANzEE S i
(81884%0‘2é3§6-|08‘) General || marintte | e m/min| 800~ 1,000~ | 1,000~ | 1,000~ | 1,300~ | 1,300~ | 1,300 ~
S45C table e 1,300 1,600 1,600 1,600 2,000 2,000 2,000
,ﬁ?ﬂﬂf‘;—'."’ 28 — E;f B4 min® 5,300 5,000 4,600 4,300 4,100 3,600 3,200
200 ~ 250HB) | FUAS SR
éNC‘ SNCEA\ sc?vL General || Beinte | o pem m/min| 700 800 ~ 800~ | 800~ 1,000~ | 1,000~ | 1,000~
SUS304 -440 table L= 1,200 1,400 1,400 1,400 1,600 1,600 1,600
L L I ALE mgg mine 4500| 4200 3900 3700  3500| 3100 2,800
(25 ~ 35HRC) Z U
SCM, SKD. SKT, | General | Relwode | o o min| 590~ 700 ~ 700~ | 700~ 800~ | 800~ | 800~
HPM1. NAK55 table e 1,000 1,200 1,200 1,200 1,400 1,400 1,400
lii%i] OWEI. IIERICEDE T, BYIEI—5 hMFERLTLLREEL, [Note] g} Use the appropriate coolant for the work material and machining shape.
@: @gé{;ﬂﬁ”%ﬁ:ﬁ(;tﬂﬁu%ﬁ:g)Eﬁ&,—}g—%w—c—g‘-o %B%@IIUITIE’:WI (2) These Recommgpded Cutting Condltlpr)s indicate oqu the rule of a thumb
k. B, EREREIC LD REERELTLLREE, for the cutting conditions. In actual machining, the condition should be

adjusted according to the machining shape, purpose and the machine type.
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