.ﬁ MERN R BELVHENT-mE%,

ASP60

A—TFT 4 I7BETY F LY LEN-EREZ RIE,

JUBCHGR Zx




NEW. —hesRA
KKK HSS ASP60 END MILL

for General Steels |H2ASS Zenies

ASP % AICr ] 4l
60 30° -base % 1+ [ R LT saure

ASP60, 2 FLUTE SHORT LENGTH SQUARE

2MFAa—bFRIITIVEREIIL (EVE)

» Protect Carbide chipping problems under vibrations. P EEY DHBMITRR T CHF Y £ 7R FEE,
» Better performance than Coated Solid Carbide End Mills » O—F 4 IEEY )y RIV RIILEUENTIM,
» Better Hardness, Better Toughness than HSS Co8 » VU MNARATY RILEYEOEE LiaE

=== ¢ ==

up to @3mm over @ 3mm L

B {T7(mm) Unit : mm
DAL T—IN—%f FEf EER
EDP o Mill Dlameter Shank Diameter Lenglh of Cut 0vera|| Length Taper Angle Unit Price (JPY) STOCK

H2ASS010 1.0 6 25 47 20° 2,380
H2ASS020 2.0 6 4 48 18° 2,380
H2ASS030 3.0 6 5 49 14° 2,380
H2ASS040 4.0 6 7 51 12° 2,380
H2ASS050 5.0 6 8 52 10° 2,380
H2ASS060 6.0 6 8 52 = 2,380
H2ASS070 7.0 8 10 60 14° 4,040
H2ASS080 8.0 8 11 61 = 4,040
H2ASS090 9.0 10 11 61 10° 4,630
H2ASS100 10.0 10 13 63 - 4,630
H2ASS120 12.0 12 16 73 - 6,450
H2ASS140 14.0 12 16 73 - 8,350
H2ASS160 16.0 16 19 79 - 10,570
H2ASS180 18.0 16 19 79 - 13,180
H2ASS200 20.0 20 22 88 - 16,950
H2ASS220 22.0 20 22 88 - 19,030
H2ASS250 25.0 25 26 102 - 24,930

ﬁ 2 il Dia. ToTe/r;i (mm) st;:; 5;7 gﬁie

5-:3 0~-0.03 h6

18

g

be] a8 TUN-FUR A N #9774 B&  TWIZOL ATULAE F4Y
Sews Moysiess PPGEESC Hardened steels MG 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
e [ o | O [ O] | | O ] N N
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NEW-., —i8m
KKK HSS ASP60 END MILL

for General Steels |H4ASS Zonies

ASP % AlCr 7 &
60 30° -base 5 1 - AT LT sauwe

ASP60, 4 FLUTE SHORT LENGTH SQUARE

A a—FR79IT7IVFZ IV (EVA)

» Protect Carbide chipping problems under vibrations. » EEYDHANMTIRE T CIRF v EV I HEAEFIE,
» Better performance than Coated Solid Carbide End Mills P OA—F A VTEBEY )Y RIY RI LK UENHIM,
» Better Hardness, Better Toughness than HSS Co8 D UNVURNARIY RIVE Y SOEE LT,

| L2

= T =3P
—

BI(mm) Unit: mm
BE i Yoo A& £ Fo—d¥f | i fE
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

H4ASS010 1.0 6 3 49 R12.7() 2,770
H4ASS020 2.0 6 7 51 R12.7(3%) 2,770
H4ASS030 3.0 6 8 52 R12.7(%) 2,770
H4ASS040 4.0 6 1 55 R12.7(%) 2,770
H4ASS050 5.0 6 13 57 R12.7(%) 2,770
H4ASS060 6.0 6 13 57 - 2,770
H4ASS070 7.0 8 16 66 R12.7(%) 4,480
H4ASS080 8.0 8 19 69 - 4,480
H4ASS090 2.0 10 19 69 R12.7(3%) 5,060
H4ASS100 10.0 10 22 72 - 5,060
H4ASS120 12.0 12 26 83 - 7,400
H4ASS140 14.0 12 26 83 - 9,930
H4ASS160 16.0 16 32 92 - 12,310
H4ASS180 18.0 16 32 92 - 15,390
H4ASS200 20.0 20 38 104 - 19,590
H4ASS220 22.0 20 38 104 - 21,690
H4ASS250 25.0 25 45 121 - 28,930
T—IN\—¥BOEICAETIEE R H
ABRE Iy VIRRNE REINTLWADIE. VvV AR

SO et () | SO DEBEARI2T (121 F) DR fde

0~-0.03 h6 BT — OB T, gL

FIN— 5 LEERELAVET, §§

_ 2k

] A8 7UN-FUE A RIRAR #  J7774b  H%  TINIZUL ZFVLAE FEY
Seas Moysteds PGS Hardenea steets MG EENeS Copper  Graphite Castlron  Aluminum  San'e®  Titanium
o [ e | O | O | | | o | e | | e |




NEW. —hesRA
KKK HSS ASP60 END MILL

for General Steels |H4ASL Zenies

ASP Z AlCr 7 &1
60 30° -base % 1+ - AT LT souwre

ASP60, 2 FLUTE LONG LENGTH SQUARE

ARFAVITRIITIVES IV (EVA)

» Protect Carbide chipping problems under vibrations. P EEYDOHAINTIRR T CIRF Y E T AR,
» Better performance than Coated Solid Carbide End Mills »O—F 4 VIEEY )y RIY RIILEVENEILE,
» Better Hardness, Better Toughness than HSS Co8 » VL RNARIYRI VLY ESONEELSE,

B {T7(mm) Unit : mm
AR HiE DAL A& 2R T—IN—%F FEAH fEEdh
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

H4ASL020 2.0 6 10 54 R12.7(3%) 3,400
H4ASL030 3.0 6 12 56 R12.7(3%) 3,400
H4ASL040 4.0 6 19 63 R12.7(3%) 3,400
H4ASL050 5.0 6 24 68 R12.7(3%) 3,400
H4ASL060 6.0 6 24 68 - 3,400
H4ASL070 7.0 8 30 80 R12.7(3%) 5,780
H4ASL080 8.0 8 38 88 = 5,780
H4ASL090 9.0 10 38 88 R12.7(3%) 6,300
H4ASL100 10.0 10 45 95 = 6,300
H4ASL120 12.0 12 53 110 = 9,700
H4ASL140 14.0 12 53 110 = 13,130
H4ASL160 16.0 16 63 123 - 16,820
H4ASL180 18.0 16 63 123 - 21,300
H4ASL200 20.0 20 75 141 - 27,300
H4ASL220 22.0 20 75 141 - 29,760
H4ASL250 25.0 25 90 166 - 44,040
TEAE S O RAE T—I\—¥ADMEICBETIEE R
Mill Dia. Tolerance (mm) |  Shank Dia. Tolerance EHINTVWBDIF. Vv I EFE
- 0~-0.03 h6 DESEHR127 (124 > F) DRAAK
4§ EF—IN—THORHTT,
_;I:’ljl TIN—EAS LIFEEFLGVET,
18
Bg
] a8 TUN-FUR A BiAR # GI7774b  B%  TNIZUL AFVLAE FEY
Carbon Pre-hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  CastIron  Aluminum Stsat:::s Titanium
e [ o | O [ O] | | O ] N N
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NEW- —fzim
KKK HSS ASP60 END MILL

for General Steels |H2ABS Zonies

A=) saLnose
ASP Z | @ A(Cr | 47 &
60 30° -base | 5 1 .

ASP60, 2 FLUTE BALL NOSE

2HAR—=IVTITVFI I

» Protect Carbide chipping problems under vibrations. » EEYDHANMTIRE T CIRF v EV I HEAEFIE,
» Better performance than Coated Solid Carbide End Mills P OA—F A VTEBEY )Y RIY RI LK UENHIM,
» Better Hardness, Better Toughness than HSS Co8 D UNVURNARIY RIVE Y SOEE LT,

_— 3 1 XF
| IL—|

! | L2
r 1

SUPER-ASP60
B3Y7(mm) Unit: mm
E AP AR 2R |7-n—%g| =E )
Radius of Ball Nose|  Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

H2ABS010 RO.5 1.0 6 25 47 20° 3,170
H2ABS020 R1.0 2.0 6 4 48 18° 3,170
H2ABS030 R1.5 3.0 6 5 49 14° 3,170
H2ABS040 R2.0 4.0 6 7 51 12° 3,170
H2ABS050 R2.5 5.0 6 8 52 8° 3,170
H2ABS060 R3.0 6.0 6 8 52 - 3,170
H2ABS070 R3.5 7.0 8 10 60 R12.7(3%) 4,860
H2ABS080 R4.0 8.0 8 11 61 = 4,860
H2ABS090 R4.5 9.0 10 11 61 R12.7(3%) 5,500
H2ABS100 R5.0 10.0 10 13 63 = 5,500
H2ABS120 R6.0 12.0 12 16 73 = 7,710
H2ABS140 R7.0 14.0 12 16 73 = 10,320
H2ABS160 R8.0 16.0 16 19 79 = 12,550
H2ABS180 R9.0 18.0 16 19 79 = 19,280
H2ABS200 R10.0 20.0 20 22 88 = 19,280
H2ABS250 R12.5 25.0 25 26 102 = 28,020
TEAE Sy O RNE (%) p Z_'—l \—f U)Eltﬁ!ﬁ?tiﬁ <RH
Mill Dia. Tolerance (mm) |  Shank Dia. Tolerance RHINTWVWBDIEE Vv 7 EAER

0~-0.03 h6 o)?_ﬁﬁﬁrf/f R127 (1_/24:/%) DR 2%

T —I\—IHFHDRHTY, e

T—I\—HAS LFEEFEGVES g;(’

>

. BE

bl /g8 7UN-FUE AR RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Seas Moysteds PGS Hardenea steets MG EENeS Copper  Graphite Castlron  Aluminum  San'e®  Titanium
e [ o | O [ O] | [ © ] e | |




NEW. —hesRA
KKK HSS ASP60 END MILL

for General Steels |H4AMS;’E'§TE§

ASP Z AlCr 7 &1
60 35-38° -base % 1+ - AT T SQURe

ASP60, 4 FLUTE MULTIPLE HELIX SHORT LENGTH SQUARE

AMHAa—bFR7IT7IVFIIV (742Y))

» Protect Carbide chipping problems under vibrations. P EEYDOHAINTIRR T CIRF Y E T AR,
» Better performance than Coated Solid Carbide End Mills »O—F 4 VIEEY )y RIY RIILEVENEILE,
» Better Hardness, Better Toughness than HSS Co8 » VL RNARIYRI VLY ESONEELSE,

‘ ‘ L1
L2

Bf7(mm) Unit: mm
AR HE YR AR 2R F—IN—¥F TEf EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

H4AMS030 3.0 6 8 52 R12.7(3%) 3,050
H4AMS040 4.0 6 1 55 R12.7(3%) 3,050
H4AMSO050 5.0 6 13 57 R12.7(3%) 3,050
H4AMS060 6.0 6 13 57 - 3,050
H4AMS070 7.0 8 16 66 R12.7(3%) 4,990
H4AMS080 8.0 8 19 69 - 4,990
H4AMS090 9.0 10 19 69 R12.7(3%) 5,630
H4AMS100 10.0 10 22 72 = 5,630
H4AMS120 12.0 12 26 83 = 8,240
H4AMS140 14.0 12 26 83 - 11,090
H4AMS160 16.0 16 32 92 - 13,700
H4AMS180 18.0 16 32 92 - 17,130
H4AMS200 20.0 20 38 104 - 21,730
H4AMS220 22.0 20 38 104 - 24,100
H4AMS250 25.0 25 45 121 - 32,180
FRAE S ORNE (%) TIN—HADOEICAETIEEIR D
Mill Dia. Tolerance (mm) |  Shank Dia. Tolerance L HEITNTVWADIE. Vv 7 EHAE
0~-0.03 hé DRSO R127 (1724 > F) DR
. BT —I\—|FFOH T,
9&% T—IN—HE15° EIFFRAFLEVET,
<m
NB
18
Bg
] A% TUN-FUE AR BIRAS # GI7774b  B%  TNIZUL AFVLAE FEY
Carbon Pre-hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  CastIron  Aluminum Stsat:::s Titanium
e [ o | O | O | | | o ] | e | | e |
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NEW- —fzim
KKK HSS ASP60 END MILL

for General Steels |HRAMS Zoties

ASP Z AICr | 17 U >74 ‘/'zfgtﬂﬂwe

ASP60, 4&5 FLUTE MULTIPLE HELIX CORNER RADIUS ROUGHING

A4&58HAS T4 A—F—SIT7 ATV FIIV (REY—FR)

» Protect Carbide chipping problems under vibrations. » EEYDHANMTIRE T CIRF v EV I HEAEFIE,
» Better performance than Coated Solid Carbide End Mills P OA—F A VTEBEY )Y RIY RI LK UENHIM,
» Better Hardness, Better Toughness than HSS Co8 D UNVURNARIY RIVE Y SOEE LT,

Bi{i7(mm) Unit : mm
BE M| AR | vevoB| HE HFER £ HE BE |FoN-¥p Tl |[EER
Corner Radius | Mill Diameter |Shank Diameter| Length of Cut | LengthBelow Shank | Overall Length | No. of Flute | Neck Diamete | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HRAMS060 RO.5 6.0 6 13 - 57 4 - - 6970 @
HRAMS070 R0O.5 7.0 10 16 - 66 4 - R12.7(3%) 7,890
HRAMS080 RO.5 8.0 10 19 - 69 4 - R12.7(3%) 789 @
HRAMS090 R0O.5 9.0 10 19 = 69 4 = R12.7(3%) 8,450
HRAMS100 RO.5 10.0 10 22 31 72 4 9.5 - 8450 @
HRAMS120 RO.5 12.0 12 26 37 83 4 11.5 = 11,460 | @
HRAMS140 R1.0 14.0 12 26 = 83 5 = ® 13,720
HRAMS160 R1.0 16.0 16 32 44 92 5 15 = 17120 | @
HRAMS180 R1.0 18.0 16 32 - 92 5 - - 18,490
HRAMS200 R1.0 20.0 20 38 54 104 5 19 - 24520 @
HRAMS250 R1.0 25.0 25 45 63 121 5 24 - 36,750
TEFAZ TRNE S I IRNE (%) F—IN\—HADEICAETIEE LR AR
Mill Diameter Mill Dia. Tolerance (mm) Shank Dia. Tolerance 15° ,/ ] / RBEHINTWVWBDIE Vv 7 ERE
D 6<D1<D10 0 ~-0.009 4 R]27 DEFEGEHR127 (124 2F) DRAZK
©10<D1<018 0~-0011 he BTV ROT T
=0l ~ TIN5 LEEES LV ET,
»18<D1<D®30 0~-0.013
s a%8  7UN-FUE HAR BRAS # J7774b  B#%  TIWIZUL ATVLAE FAY
Carbon Pre-hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum sggzss Titanium
o [ e | O | O | | | o | e | | e |
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KKK sz oy

ASP60, 2 FLUTE SHORT LENGTH

I|Z&f4 Recommended Cutting Conditions

2BAYa—bIV IV

H2ASS 3.2

i STRUCTURAL STEELS %8 CARBON STEELS 7Y 1\— F /88 PREHARDENED STEELS|
WOR%,:AEER,AL ﬁ%ﬁ%ﬁg&% SSTTEEE'[SS BK% S CARBON STEELS S&MALLOY STEELS S&MALLOY STEELS
#8% CAST IRON T &) TOOL STEELS T &) TOOL STEELS

FEFE (HARDNESS) ~HRC 20 HRC 20 ~ HRC 30 HRC 30 ~ HRC 35

[ (STRENGTH) ~ 500N/mm? 500 ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1100N/mm?

F1Z (DAMETER) [EERE Rev) 3£V (reeD) THEE N 1T (F) EBRE Rev) 2V (eeD) (BRI 1TY (F) SRS Rev) Y (eeD) RN 10Y(F) RS Rev) Y reeD) (BEEN 1%V ()
1.0 13000 | 105 | 41 | 0.004 | 11000 | 100 | 35 | 0.005 | 8800 | 70 | 28 | 0.004 | 5800 | 45 | 18 | 0.004
2.0 8400 | 140 | 53 | 0.008 | 7080 | 110 | 44 | 0.008 | 5880 | 95 | 37 | 0.008 | 3780 | 80 | 24 | 0.011
3.0 6000 | 190 | 57 | 0.016 | 4920 | 160 | 46 | 0.016 | 4020 | 140 | 38 | 0.017 | 2760 | 95 | 26 | 0.017
4.0 5160 | 275 | 65 | 0.027 | 4320 | 210 | 54 | 0.024 | 3780 | 190 | 48 | 0.025 | 2400 | 110 | 30 | 0.023
5.0 4680 | 305 | 74 | 0.033 | 3900 | 240 | 61 | 0.031 | 3120 | 220 | 49 | 0.035 | 2040 | 120 | 32 | 0.029
6.0 4200 | 320 | 79 | 0.038 | 3480 | 250 | 66 | 0.036 | 2760 | 230 | 52 | 0.042 | 1740 | 130 | 33 | 0.037
8.0 3120 | 330 | 78 | 0.053 | 2640 | 290 | 66 | 0.055 | 2160 | 240 | 54 | 0.056 | 1380 | 140 | 35 | 0.051
10.0 2520 | 360 | 79 | 0.071 | 2160 | 320 | 68 | 0.074 | 1740 | 275 | 55 | 0.079 | 1080 | 150 | 34 | 0.069
12.0 2160 | 330 | 81 | 0.076 | 1740 | 290 | 66 | 0.083 | 1380 | 250 | 52 | 0.091 | 890 | 140 | 34 | 0.079
14.0 1920 | 320 | 84 | 0.083 | 1500 | 250 | 66 | 0.083 | 1200 | 235 | 53 | 0.098 | 760 | 130 | 33 | 0.086
16.0 1620 | 320 | 81 | 0.099 | 1380 | 235 | 69 | 0.085 | 1070 | 215 | 54 | 0.100 | 670 | 120 | 34 | 0.090
18.0 1380 | 290 | 78 | 0.105 | 1140 | 235 | 64 | 0.103 | 950 | 190 | 54 | 0.100 | 600 | 120 | 34 | 0.100
20.0 1140 | 265 | 72 | 0.116 | 940 | 200 | 59 | 0.106 | 840 | 180 | 53 | 0.107 | 530 | 110 | 33 | 0.104
22.0 1010 | 220 | 70 | 0.109 | 850 | 180 | 59 | 0.106 | 720 | 150 | 50 | 0.104 | 480 95 | 33 | 0.099
25.0 900 | 185 | 71 | 0.103 | 760 | 170 | 60 | 0.112 | 590 | 140 | 46 | 0.119 | 430 90 | 34 | 0.105

Q—Db{

o.SDI Z /%

RPM = rev./min.
Feed = mm/min.
Ve =m/min.
fz=mm/t
i) Aﬁﬂﬁ ALLOY STEELS Aﬁiﬂi ALLOY STEELS A7V L AR
HEE(HARDNESS) HRC 35 ~ HRC 40 HRC 40 ~ HRC 45
4B (STRENGTH) 1100 ~ 1300N/mm? 1300 ~ 1400N/mm?
FI1Z (DIAMETER) ISR (RPv) 3V FeeD) URREEN) 190Y () (RPV) Y EED) TRAEE ) 10i%Y(F) [EEREK (RPM) %Y FEED) HREEN) 172V (R
1.0 2640 35 8 | 0.007 | 2450 25 8 | 0.005 | 3200 35 10 | 0.005
2.0 2400 50 15 | 0.010 | 1680 35 11 | 0.010 | 2640 55 17 | 0.010
3.0 2160 75 20 | 0.017 | 1510 55 14 | 0.018 | 2380 85 22 | 0.018
4.0 1920 90 24 | 0.023 | 1340 65 17 | 0.024 @ 2110 100 | 27 | 0.024
5.0 1620 90 25 | 0.028 | 1130 65 18 | 0.029 | 1780 100 | 28 | 0.028
6.0 1380 100 | 26 | 0.036 970 70 18 | 0.036 | 1520 110 | 29 | 0.036
8.0 1070 100 | 27 | 0.047 750 70 19 | 0.047 @ 1180 110 | 30 | 0.047
10.0 840 120 | 26 | 0.071 590 85 19 | 0.072 920 130 | 29 | 0.071
12.0 700 100 | 26 | 0.071 490 70 18 | 0.071 770 110 | 29 | 0.071
14.0 600 95 26 | 0.079 420 65 18 | 0.077 660 105 | 29 | 0.080
16.0 530 95 27 | 0.090 370 65 19 | 0.088 580 105 | 29 | 0.091
18.0 480 20 27 | 0.094 340 65 19 | 0.096 530 100 | 30 | 0.094
. 20.0 430 85 27 | 0.099 300 60 19 | 0.100 470 95 30 | 0.101
2 % 22.0 380 65 26 | 0.086 270 45 19 | 0.083 420 70 29 | 0.083
-5 '.’I! 25.0 300 60 24 | 0.100 210 40 16 | 0.095 330 65 26 | 0.098
ég PR D
== 0.3DI Z O.SDI Z
L77777777777J' 2 L77777777777J 7
RPM = rev./min.
Feed = mm/min.
Vc =m/min.
fz=mm/t
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

ASP60, 4 FLUTE SHORT LENGTH / ASP60, 4 FLUTE LONG LENGTH

I a—brFI PN/ 4AQI IV FREL

H4ASS, H4ASL 7

’ 8 STRUCTURAL STEELS % CARBON STEELS |7V /\— I >4} PREHARDENED STEELS|
WOR%%%’JER'AL %%g%%%%%gg&ss B3R #l CARBON STEELS G2l ALLOY STEELS S&# ALLOY STEELS
8% CAST IRON TS TOOL STEELS T8 TOOL STEELS

B[ (HARDNESS) ~HRC 20 HRC 20 ~ HRC 30 HRC 30 ~ HRC 35

3PS (STRENGTH) ~ 500N/mm? 500 ~ 800N/mm? 800 ~ 1000N/mm2 1000 ~ 1100N/mm:

FI18 (DIAVETER) RS (RPV) Y (FEeD) TR 1Y () EEEEK (RPv) %Y (D) WRIER N 1702Y () [EEEK (RPv) 2V (D) WRGERY 19Y () RS ReM) Y (reeD) SRERN) 17RY ()
1.0 19100 | 300 | 60 | 0.004 | 17000 | 250 | 53 | 0.004 | 12100 | 180 | 38 | 0.004 | 8300 | 120 | 26 | 0.004
2.0 11040 | 350 | 69 | 0.008 | 10080 | 290 | 63 | 0.007 | 7320 | 205 | 46 | 0.007 | 4920 | 150 | 31 | 0.008
3.0 7920 | 490 | 75 | 0.015 | 7200 | 420 | 68 | 0.015 | 5280 | 300 | 50 | 0.014 | 3240 | 215 | 31 | 0.017
4.0 6360 | 575 | 80 | 0.023 | 5640 | 480 | 71 | 0.021 | 4320 | 360 | 54 | 0.021 | 2760 | 240 | 35 | 0.022
5.0 5280 | 610 | 83 | 0.029 | 4800 | 505 | 75 | 0.026 | 3480 | 385 | 55 | 0.028 | 2400 | 265 | 38 | 0.028
6.0 4680 | 650 | 88 | 0.035 | 4320 | 540 | 81 | 0.031 | 3120 | 395 | 59 | 0.032 | 2160 | 275 | 41 | 0.032
8.0 3720 | 685 | 93 | 0.046 | 3120 | 575 | 78 | 0.046 | 2400 | 445 | 60 | 0.046 = 1680 | 290 | 42 | 0.043
10.0 2760 | 755 | 87 | 0.068 | 2520 | 635 | 79 | 0.063 | 1920 | 455 | 60 | 0.059 | 1200 | 320 | 38 | 0.067
12.0 2400 | 685 | 90 | 0.071 | 2160 | 575 | 81 | 0.067 | 1680 | 445 | 63 | 0.066 1070 | 290 | 40 | 0.068
14.0 2160 | 660 | 95 | 0.076 | 1920 | 550 | 84 | 0.072 | 1320 | 420 | 58 H 0.080 950 | 275 | 42 | 0.072
16.0 1920 | 610 | 97 | 0079 | 1680 | 515 | 84 | 0.077 | 1200 | 410 | 60 | 0.085 | 820 | 265 | 41 | 0.081
18.0 1800 | 550 | 102 | 0.076 | 1500 | 480 | 85 | 0.080 | 1070 | 370 | 61 | 0086 | 760 | 235 | 43 | 0.077
20.0 1500 | 530 | 94 | 0.088 | 1260 | 445 | 79 | 0.088 | 940 | 330 | 59 | 0.088 | 640 | 210 | 40 | 0.082
22.0 1260 | 490 | 87 | 0.097 | 1140 | 385 | 79 | 0.084 | 820 | 305 | 57 | 0.093 | 560 | 190 | 39 | 0.085
25.0 1200 | 445 | 94 | 0.093 | 1010 | 365 | 79 | 0.090 | 760 | 275 | 60 | 0.090 | 500 | 180 | 39 | 0.090

‘I.SD]:

0.1D
RPM = rev./min.
Feed = mm/min.
#wHIEE S&MALLOY STEELS S8 ALLOY STEELS 27 LA Ve = m/min
WORK MATERIAL | i 248 HEAT RESISTANT STEELS | fit#48l HEAT RESISTANT STEELS STAINLESS STEELS fr—mmit
TERE(HARDNESS) HRC 35 ~ HRC 40 HRC 40 ~ HRC 45
FHRE(STRENGTH) 1100 ~ 1300N/mm: 1300 ~ 1400N/mm>
FI1Z DIAMETER) [EIER8 RPM) %Y FeeD) UBREENG 1TIRY () [EBRE Rev) 3% FeeD) TR 1Y () G RPv) Y D) RN 1Y)
1.0 6050 | 70 | 19 | 0.003 | 4300 | 50 | 14 | 0.003 | 6700 | 80 | 21 | 0.003
2.0 3960 100 | 25 | 0.006 | 2770 70 17 | 0.006 | 4360 110 | 27 | 0.006
3.0 2880 150 | 27 | 0.013 | 2020 105 | 19 | 0.013 | 3170 165 | 30 | 0.013
4.0 2400 | 180 | 30 | 0.019 | 1680 | 125 | 21 | 0.019 | 2640 | 200 | 33 | 0.019
5.0 2040 190 | 32 | 0.023 | 1430 135 | 22 | 0.024 | 2240 | 210 | 35 | 0.023
6.0 1740 | 215 | 33 | 0.031 1220 150 | 23 | 0.031 1910 | 235 | 36 | 0.031
8.0 1380 | 220 | 35 | 0.040 | 970 | 155 | 24 | 0.040 | 1520 | 240 | 38 | 0.039
10.0 1070 | 240 | 34 | 0.056 750 170 | 24 | 0.057 | 1180 | 265 | 37 | 0.056
12.0 860 220 | 32 | 0.064 600 155 | 23 | 0.065 950 240 | 36 | 0.063
14.0 760 | 205 | 33 | 0067 | 530 | 145 | 23 | 0.068 | 840 | 225 | 37 | 0.067
16.0 660 200 | 33 | 0.076 460 140 | 23 | 0.076 730 220 | 37 | 0.075
18.0 600 180 | 34 | 0.075 420 125 | 24 | 0.074 660 200 | 37 | 0.076
20.0 530 | 170 | 33 | 0.080 | 370 | 120 | 23 | 0.081 | 580 | 185 | 36 | 0.080
22.0 480 155 | 33 | 0.081 340 110 | 23 | 0.081 530 170 | 37 | 0.080
25.0 430 150 | 34 | 0.087 300 105 | 24 | 0.088 470 165 | 37 | 0.088
15D 15D
0.5D 0.1D
RPM = rev./min.
Feed = mm/min.
Vc =m/min.
fz=mm/t
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

ASP60, 2 FLUTE BALL NOSE

2HAR—IVIV FIIV

H2ABS %

- $l STRUCTURAL STEELS %8 CARBON STEELS 7Y 1\— F /88 PREHARDENED STEELS|
WOR%%’}ER,AL %%g%i&%%% SSTTEEEtSS B% S CARBON STEELS S&MALLOY STEELS S&MALLOY STEELS
#8% CAST IRON TS TOOL STEELS T &4 TOOL STEELS
( )

BB/ (HARDNESS ~HRC 20 HRC 20 ~ HRC 30 HRC 30 ~ HRC 35
4 (STRENGTH) ~ 500N/mm? 500 ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1300N/mm?
F1Z (DAMETER) [EERE Rev) 3V (reeD) THEE N 1T (F) EBRE Rev) 2V (eeD) (BRI 1TY (R EERE Rev) Y (eeD) RN 10Y(F) RS Rev) Y reeD) (BEEN 1%V ()

R0.5 x1.0 | 11800 | 165 | 37 | 0.007 | 9400 | 120 | 30 | 0.006 | 6400 80 | 20 | 0.006 | 3200 30 10 | 0.005
R1.0 x2.0 | 10500 310 | 66 | 0.015 | 8350 | 190 | 53 | 0.011 | 5600 | 115 | 35 | 0.010 = 2900 50 18 | 0.009
R1.5 x3.0 | 8760 | 410 | 83 | 0.023 | 6960 | 275 | 66 | 0.020 | 4680 | 150 | 44 | 0.016 = 2400 65 23 | 0.014
R2.0 x4.0 | 7200 | 515 | 90 | 0.036 | 5540 | 350 | 70 | 0.032 | 3600 | 190 | 45 H 0.026 = 1920 90 | 24 | 0.023
R3.0 x6.0 | 5280 | 575 | 100 | 0.054 | 4200 | 385 | 79 | 0.046 | 2760 | 215 | 52 | 0.039 | 1440 | 100 | 27 | 0.035
R4.0 x8.0 | 4020 H 635 | 101 | 0.079 | 3120 | 420 | 78 | 0.067 | 2160 | 240 | 54 H 0.056 1070 | 100 | 27 | 0.047
R5.0 x10.0| 3300 | 720 | 104 | 0.109 | 2520 | 480 | 79 | 0.095 | 1680 | 275 | 53 | 0.082 820 120 | 26 | 0.073
R6.0 x12.0| 2760 | 635 | 104 | 0.115 | 2160 | 420 | 81 | 0.097 | 1440 | 240 | 54 A 0.083 700 100 | 26 | 0.071
R8.0 x16.0| 2040 | 575 103 |0.141 | 1560 | 385 | 78 | 0.123 | 1070 | 215 | 54 | 0.100 | 530 95 | 27 | 0.090
R10.0 x20.0 1620 | 505 |102|0.156 | 1200 | 335 | 75 | 0.140 | 820 180 | 52 | 0.110 | 430 85 | 27 | 0.099
R12.5 x25.0| 1140 | 370 | 90 | 0.162 | 890 250 | 70 | 0.140 | 560 140 | 44 | 0.125 | 300 60 | 24 | 0.100

iz

0.2 |

0.5D

RPM = rev./min.
Feed = mm/min.
Ve =m/min.
fz=mm/t

HE &&# ALLOY STEELS 27V LRSS
WORK MATERIAL T #480 HEAT RESISTANT STEELS STAINLESS STEELS

FERE(HARDNESS) HRC 40 ~ HRC 45
3HRE(STRENGTH) 1300 ~ 1400N/mm:
FI12 (DIAMETER) RPM) Y FEED) B 1WEYF) EEERRM) Y EED) T 17#Y F2)
R0O.5 x1.0 2250 25 7 0.006 3600 40 11 0.006
R1.0 x2.0 2000 30 13 0.008 3150 55 20 0.009
R1.5 x3.0 1680 45 16 0.013 2640 70 25 0.013
R2.0 x4.0 1340 65 17 0.024 2110 95 27 0.023
R3.0 x6.0 1010 70 19 0.035 1580 115 30 0.036
R4.0 x8.0 750 70 19 0.047 1180 115 30 0.049
R5.0 x10.0 570 85 18 0.075 900 130 28 0.072
R6.0 x12.0 490 70 18 0.071 770 115 29 0.075
R8.0 x16.0 370 65 19 0.088 590 110 30 0.093
R10.0 X 20.0 300 60 19 0.100 480 95 30 0.099
R12.5 X 25.0 210 40 16 0.095 330 65 26 0.098
se 4 4
e 0.2D 0.2D
= ] —
D / /
Tg / /
§° 03D 0.5D
RPM = rev./min.
FEEd = mm/min.
Vc=m/min.
fz=mm/t
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NEW.

KKK HELE YJHI S5 Recommended Cutting Conditions

ASP60, 4 FLUTE MULTIPLE HELIX SHORT LENGTH

A a—bIV I

H4AMS: .l

’ $8 STRUCTURAL STEELS %M CARBON STEELS |7V /\— F >4} PREHARDENED STEELS|
WOR'%,%’JER'AL %%g%%TRUBROA,\"‘ sSTTEEEIL'sS B3 #l CARBON STEELS S&#ll ALLOY STEELS S&# ALLOY STEELS
8% CAST IRON TS TOOL STEELS T8 TOOL STEELS

BEFE (HARDNESS) ~HRC 20 HRC 20 ~ HRC 30 HRC 30 ~ HRC 35 HRC 35 ~ HRC 45
3HRE(STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm: 1000 ~ 1100N/mm: 1100 ~ 1400N/mm:
F)1Z DIAMETER) [EHzH (RPV) 2%V (FeeD) TR 178" () [El8EE (RPv) V) (eeD) TRRER N 1W8Y) (F2) [EIEREK Rev) V) (reED) THRER NG WY (F) [EHEER (RPV) %Y (FEED) TR 1RV ()
3.0 7410 155 | 70 | 0.005 | 6740 140 | 64 | 0.005 4720 95 44 | 0.005 | 2830 50 27 | 0.004
4.0 5560 | 180 | 70 | 0.008 | 5050 | 165 | 63 | 0.008 | 3540 | 115 | 44 K 0.008 | 2120 | 60 | 27 | 0.007
5.0 4440 | 205 | 70 | 0.012 | 4040 185 | 63 | 0.011 | 2830 130 | 44 | 0.011 1700 65 27 | 0.010
6.0 3710 | 240 | 70 | 0.016 | 3370 | 220 | 64 | 0.016 | 2360 | 155 | 44 | 0.016 | 1420 | 80 | 27 | 0014
8.0 2780 | 310 | 70 | 0.028 | 2530 | 280 | 64 | 0.028 | 1770 195 | 44 | 0.028 @ 1060 100 | 27 | 0.024
10.0 2450 | 380 | 77 | 0.039 | 2230 | 345 | 70 | 0.039 | 1560 | 240 | 49 K 0.038 | 940 | 120 | 30 | 0.032
12.0 2050 | 385 | 77 | 0.047 | 1860 | 350 | 70 | 0.047 | 1300 | 245 | 49 | 0.047 780 125 | 29 | 0.040
14.0 1750 | 340 | 77 | 0049 | 1590 | 310 | 70 | 0.049 = 1110 | 220 | 49 | 0.050 | 670 | 110 | 29 | 0.041
16.0 1530 | 325 | 77 | 0.053 | 1390 | 295 | 70 | 0.053 980 205 | 49 | 0.052 590 105 | 30 | 0.044
18.0 1360 | 320 | 77 | 0059 | 1240 | 295 | 70 | 0.059 | 870 | 205 | 49 | 0.059 | 520 | 105 | 29 | 0.050
20.0 1220 | 320 | 77 | 0.065 | 1110 | 290 | 70 | 0.065 780 205 | 49 | 0.066 470 105 | 30 | 0.056
25.0 980 | 245 | 77 | 0.063 | 890 | 225 70 | 0.063 | 620 | 160 | 49 | 0.065 | 370 | 80 | 29 | 0.054
D |
0. 301 Z
D /
P
1.5D
O'SDI ZLWWWWWE
% 0.3D :l:
0.15D

RPM = rev./min.
WORK MATERIAL STAINLESS STEELS Vc = m/min.
fz=mm/t

FERE(HARDNESS)
3HRE(STRENGTH)
FB DAMETER) [EERBIRPM) Y FEED) T 17%Y F2)

3.0 5090 100 48 0.005
4.0 3800 125 48 0.008
5.0 3060 155 48 0.013
6.0 2550 180 48 0.018
8.0 1910 220 48 0.029
10.0 1530 295 48 0.048
12.0 1270 285 48 0.056
14.0 1090 260 48 0.060
16.0 960 240 48 0.063
18.0 850 240 48 0.071
20.0 760 235 48 0.077
25.0 610 190 0.078
. SEI ZM :I:
0.3D
RPM = rev./min.
FEED = mm/min.
Ve = m/min.
fz=mm/t
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

ASP60, MULTI FLUTE MUTIPLE HELIX SHORT LENGTH CORNER RADIUS ROUGHING

4&58AST7 49 A—F—5IT7RATV IV (FF)—FE)

HRAMS 357

. $ll STRUCTURAL STEELS P38 CARBON STEELS 71) 1\— F /8 PRE HARDENED STEELS|
WOR*ﬁngRlAL %%E%i&%%ﬁ SSTTEE'L‘SS B&% 3 CARBON STEELS B&MALLOY STEELS A&MALLOY STEELS
#58% CAST IRON TE# TOOL STEELS TE# TOOL STEELS
( )

TERE(HARDNESS ~HRC 20 HRC 20 ~ HRC 30 HRC 30 ~ HRC 40
B4 (STRENGTH) ~ 500N/mm? 500 ~ 800N/mm: 800 ~ 1000N/mm? 1000 ~ 1300N/mm?
FI1 (DIAMETER) EERE (RPV) 1Y) (FeeD) (REEE (g 170 () EIERER Rev) 36V (reeD) SRR Ny 1Y (F2) [EIERER Rev) 2%Y) (reeD) YRR Yo 17%Y () RS (ReM) 3%V reeD) (BN 19%Y ()
6.0 4030 | 330 | 76 | 0.020 | 3170 | 260 | 60 | 0.021 | 2300 | 170 | 43 | 0.018 | 1870 150 | 35 | 0.020
8.0 3460 | 420 | 87 | 0.030 | 2740 | 330 | 69 | 0.030 | 2020 | 230 | 51 | 0.028 | 1510 180 | 38 | 0.030
10.0 2740 | 600 | 86 | 0.055 | 2160 | 455 | 68 | 0.053 | 1510 | 280 | 47 | 0.046 1280 | 230 | 40 | 0.045
12.0 2300 | 600 | 87 | 0.065 1730 | 475 | 65 | 0.069 | 1300 | 330 | 49 | 0.063 | 1070 260 | 40 | 0.061
14.0 2020 | 600 | 89 | 0.059 | 1510 | 475 | 66 | 0.063 | 1090 | 330 | 48 | 0.061 910 260 | 40 | 0.057
16.0 1730 | 600 | 87 | 0.069 | 1370 | 475 | 69 | 0.069 950 330 | 48 | 0.069 790 260 | 40 | 0.066
18.0 1510 | 600 | 85 | 0.079 | 1280 | 475 | 72 | 0.074 | 880 330 | 50 | 0.075 710 260 | 40 | 0.073
20.0 1380 | 610 | 87 | 0.088 | 1090 | 475 | 68 | 0.087 770 330 | 48 | 0.086 640 260 | 40 | 0.081
25.0 1140 | 600 | 90 | 0.105 860 455 | 68 | 0.106 | 600 320 | 47 | 0.107 520 260 | 41 | 0.100
15D
0.5D
RPM = rev./min.
FEED = mm/min.
Ve =m/min.
fz=mm/t

HEI S&MALLOY STEELS ATV LA
WORK MATERIAL T 2480 HEAT RESISTANT STEELS STAINLESS STEELS

FERE(HARDNESS) HRC 40 ~ HRC 45
3HEE(STRENGTH) 1300 ~ 1400N/mm:
FI12 (DIAMETER) RPM) Y FEED) (B 1WEYF) EESRRM) Y EED) T 17#Y F2)
6.0 1310 105 25 0.020 2090 155 39 0.019
8.0 1060 125 27 0.029 1730 205 43 0.030
10.0 900 160 28 0.044 1370 245 43 0.045
12.0 750 180 28 0.060 1150 295 43 0.064
14.0 640 180 28 0.056 1000 295 44 0.059
16.0 550 180 28 0.065 860 295 43 0.069
18.0 500 180 28 0.072 790 295 45 0.075
20.0 450 180 28 0.080 700 295 44 0.084
25.0 360 180 28 0.100 560 290 44 0.104
" 15D 15D
_’>: I:’ljl 0.5D 0.5D
18
§§ RPM = rev./min.
FEED = mm/min.
Vc=m/min.
fz=mm/t
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