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» Machinng high hardness materials HRC50 to HRC70 into finish
process for long times.

» Good cutting ability due to negative rake angle.

» Available various neck length with corner radius.

» High speed cutting with 20,000rpm and over 20,000rpm of tool and
supplying oil and air spray (MQL) recommended

SUPER-CBN

R—JU saLLNosE

P HRC70 £ COFREEM DL EIFIITICENT, TEDFm
ERDFIRE,

P S#ERAT A T TV N ERE.

P AFRIHL T, BREAGETREZAVTY T,

P 20,000 EEEA EDEIEISHDIZE. A1V X S EHEE,

BE

L3

B{¥7(mm) Unit: mm

03 M4 4 N N s 4 - C__ ML [—) =]
AR R—IVEE| FIE | YvyoR| IR HTR 2R BE |FoA—¥A| Tl |EEm
Radius of Ball Nose |  Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | unit Price (JPY) | STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2BE002000 RO.1 0.2 4 0.2 - 40 - 15° 57,200
CN2BE002005 RO.1 0.2 4 0.2 0.5 40 0.17 15° 65,320
CN2BE002010 RO.1 0.2 4 0.2 1 40 0.17 15° 65,320
CN2BE003000 R0.15 0.3 4 03 - 40 - 15° 47,620
CN2BE003010 R0.15 0.3 4 03 1 40 0.27 15° 50,240
CN2BE003015 R0.15 0.3 4 03 15 40 0.27 15° 50,240
CN2BE003020 R0.15 0.3 4 03 2 40 0.27 15° 50,240
CN2BE004000 RO.2 0.4 4 04 = 40 = 15° 39,700
CN2BE004010 RO.2 0.4 4 04 1 40 0.37 15° 41,870
CN2BE004015 RO.2 0.4 4 04 1.5 40 0.37 15° 41,870
CN2BE004020 RO.2 0.4 4 04 2 40 0.37 15° 41,870
CN2BE004030 RO.2 0.4 4 0.4 3 40 0.37 15° 41,870
CN2BE005000 RO.25 0.5 4 0.5 - 45 - 15° 36,410
CN2BE005010 RO.25 0.5 4 0.5 1 45 0.46 15° 38,300
CN2BE005020 RO.25 0.5 4 0.5 2 45 0.46 15° 38,300
CN2BE005030 R0.25 0.5 4 0.5 3 45 0.46 15° 38,300
CN2BE005040 R0.25 0.5 4 0.5 4 45 0.46 15° 38,300
CN2BE006000 RO.3 0.6 4 0.6 - 45 - 15° 33,030
CN2BE006020 RO.3 0.6 4 0.6 2 45 0.56 15° 34,720
CN2BE006030 RO.3 0.6 4 0.6 3 45 0.56 15° 34720 @
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» Machinng high hardness materials HRC50 to HRC70 into finish
process for long times.

» Good cutting ability due to negative rake angle.

» Available various neck length with corner radius.

» High speed cutting with 20,000rpm and over 20,000rpm of tool and
supplying oil and air spray (MQL) recommended

R—JU BALLNOSE

P HRC70 £ TORFEEM DL EIFIITICELN T, TEDF
HERDFIRE,

P SEERAT 4 T 5V FERE.

P HFRI LT, HRLBEIRESA VYT,

P 20,000 BRI EDETHISHDIHE. A IV X S EHEEE,

B

L3

BA{i(mm) Unit: mm

o ML 7 > ~ b3 % - e [—) =]
A R—VER| IR |VvvoE| AR BTR 2R BE |7oN-¥m| T |[EER
Radius of Ball Nose |  Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2BE006040 RO.3 0.6 4 0.6 4 45 0.56 15° 34,720
CN2BE006060 R0.3 0.6 4 0.6 6 45 0.56 15° 34,720
CN2BE008000 R0.4 0.8 4 0.8 - 45 - 15° 33,030
CN2BE008020 RO.4 0.8 4 08 2 45 0.76 15° 34,720
CN2BE008040 RO.4 0.8 4 08 4 45 0.76 15° 34720 | @
CN2BE008060 RO.4 0.8 4 0.8 6 45 0.76 15° 34,720
CN2BE008080 RO.4 0.8 4 08 8 45 0.76 15° 34,720
CN2BE010000 RO.5 1.0 4 1 = 50 = 15° 33,030
CN2BE010025 RO.5 1.0 4 1 25 50 0.95 15° 34720 | @
CN2BE010040 RO.5 1.0 4 1 4 50 0.95 15° 34,720
CN2BE010060 RO.5 1.0 4 1 50 0.95 15° 34,720
CN2BE010080 RO.5 1.0 4 1 8 50 0.95 15° 34,720
CN2BE012000 R0.6 1.2 4 1.2 - 50 - 15° 33,030
CN2BE012030 R0.6 1.2 4 1.2 3 50 1.15 15° 34,720
CN2BE012040 R0.6 1.2 4 1.2 4 50 1.15 15° 34720 | @
CN2BE012060 R0.6 1.2 4 1.2 6 50 1.15 15° 34,720
CN2BE012080 R0.6 1.2 4 1.2 8 50 1.15 15° 34,720
CN2BE015000 RO.75 1.5 4 1.5 - 50 - 15° 37,330
CN2BE015040 R0.75 1.5 4 15 4 50 1.45 15° 39270 | @
CN2BE015060 R0.75 1.5 4 15 50 1.45 15° 39,270
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» Machinng high hardness materials HRC50 to HRC70 into finish P HRC70 £ COBRBEMDMEEIFMTICHENT, TEDE®

process for long times. EEHTRE,
» Good cutting ability due to negative rake angle. » BB TA TS RERE,
» Available various neck length with corner radius. » TR LT, BALGETFEESAVF v T

» High speed cutting with 20,000rpm and over 20,000rpm of tool and —I\ m PN = ¥
supplying oil and air spray (MQL) recommended P 20000EEEEL EOYRIRFFDBE. A IV R b EHEE

—— D{ @/%[m
B

L3

B fi7(mm) Unit: mm
R i I A O W T e O i
Radius of Ball Nose |  Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2BE015080 R0.75 15 4 15 8 50 145 15° 39,270
CN2BE015100 R0.75 15 4 15 10 50 145 15° 39,270
CN2BE020000 R1.0 2.0 4 2 = 50 = 15° 37,330
CN2BE020060 R1.0 2.0 4 2 6 50 1.95 15° 39270 @
CN2BE020080 R1.0 2.0 4 2 8 50 1.95 15° 39,270
CN2BE020100 R1.0 2.0 4 2 10 50 1.95 15° 39,270
CN2BE030000 R1.5 3.0 4 25 = 50 = 15° 42,110
CN2BE030080 R1.5 3.0 4 25 8 50 2.85 15° 44240 @
CN2BE030100 R1.5 3.0 4 25 10 50 2.85 15° 44240 | @
CN2BE030120 R1.5 3.0 4 25 12 50 2.85 15° 44,240
CN2BE030160 R1.5 3.0 4 25 16 60 2.85 15° 44,240
CN2BE030200 R1.5 3.0 4 25 20 60 2.85 15° 44,240
R—IVRE FERAE PAPL:/N-
g Radius Tolerance (mm) Mill Dia. Tolerance (mm) Shank Dia. Tolerance
Zig:% +£0.005 0~-0010 hé
z
RRE A8 TUN-FUE AR BIEASR . J3774b &% TIVIZUL ZTVLAE FHY
Sews Moysiess PPGEESC Hardened steels MG 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
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» Machinng high hardness materials HRC50 to HRC70 into finish
process for long times.

» Good cutting ability due to negative rake angle.

» Available various neck length with corner radius.

» High speed cutting with 20,000rpm and over 20,000rpm of tool and
supplying oil and air spray (MQL) recommended

— 'd
. 3

SUPER-CBN

O—F—F77 R CORNERRADIUS

P HRC70 £ TORFEEM DL EIFIITICELN T, TEDF
HERDFIRE,

P SEERAT 4 T 5V FERE.

P HAFRI LT, HRLBEIRESA VYT,

> 20,000=ER EDTIRISRADIZE. T A IV R FZHEE,

R

[ To

L1

L3

BA{i(mm) Unit: mm

= 4 > ~ 7 % - M [—) =]
WE MR AR | YevoE[ AR HTER 2K BE |7oA-¥f|  Eff |EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0020002 R0.02 0.2 4 0.2 - 40 - 12° 59,090
CN2CR0020052 R0.02 0.2 4 0.2 0.5 40 0.17 12° 61,980
CN2CR0020102 R0.02 0.2 4 0.2 1 40 0.17 15° 61,980
CN2CR0020005 R0.05 0.2 4 0.2 - 40 - 12° 59,090
CN2CR0020055 R0.05 0.2 4 0.2 05 40 0.17 12° 61,980
CN2CR0020105 R0.05 0.2 4 0.2 1 40 0.17 15° 61,980
CN2CR0030002 R0.02 0.3 4 03 - 40 - 12° 49,070
CN2CR0030102 R0.02 0.3 4 0.3 1 40 0.27 12° 51,770
CN2CR0030152 R0.02 0.3 4 0.3 1.5 40 0.27 15° 51,770
CN2CR0030202 R0.02 0.3 4 0.3 2 40 0.27 15° 51,770
CN2CR0030005 R0.05 0.3 4 0.3 - 40 - 12° 49,070
CN2CR0030105 R0.05 0.3 4 0.3 1 40 0.27 12° 51,770
CN2CR0030155 R0.05 0.3 4 0.3 1.5 40 0.27 15° 51,770
CN2CR0030205 R0.05 0.3 4 0.3 2 40 0.27 15° 51,770
CN2CR0040002 R0.02 0.4 4 04 - 40 - 12° 40,830
CN2CR0040102 R0.02 0.4 4 04 1 40 037 12° 43,040
CN2CR0040152 R0.02 0.4 4 04 1.5 40 037 15° 43,040
CN2CR0040202 R0.02 0.4 4 04 2 40 037 15° 43,040
CN2CR0040302 R0.02 0.4 4 0.4 3 40 037 15° 43,040
CN2CR0040005 R0.05 0.4 4 0.4 - 40 - 12° 40,830
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» Machinng high hardness materials HRC50 to HRC70 into finish P HRC70 £ COBBEEMOME EIFIITICHEWNT, TEDED

process for long times. EEHTRE,
» Good cutting ability due to negative rake angle. » BB TA TS RERE,
» Available various neck length with corner radius. » TR LT, BALGETFEESAVF v T

» High speed cutting with 20,000rpm and over 20,000rpm of tool and — . ) N = 4
supplying oil and air spray (MQL) recommended P 20000ERELL EDYHIFAFDZE. 4 AV A FEHEE,

——. 7 D{ o

L1

[}

B {T7(mm) Unit : mm
AE 1137 TA HE |vvor| IR HTR 2R BE |7oN-¥m| Tl |EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0040105 R0.05 0.4 4 0.4 1 40 0.37 12° 43,040
CN2CR0040155 R0.05 0.4 4 0.4 1.5 40 0.37 15° 43,040
CN2CR0040205 R0.05 0.4 4 0.4 2 40 0.37 15° 43,040
CN2CR0040305 R0.05 0.4 4 0.4 3 40 0.37 15° 43,040
CN2CR0040001 RO.1 0.4 4 0.4 - 40 - 12° 40,830
CN2CR0040101 RO.1 0.4 4 0.4 1 40 0.37 12° 43,040
CN2CR0040151 RO.1 0.4 4 0.4 15 40 0.37 15° 43,040
CN2CR0040201 RO.1 0.4 4 04 2 40 0.37 15° 43,040
CN2CR0040301 RO.1 0.4 4 0.4 3 40 0.37 15° 43,040
CN2CR0050002 R0.02 0.5 4 0.5 - 40 - 12° 37,290
CN2CR0050102 R0.02 0.5 4 0.5 1 40 0.45 12° 39,270
CN2CR0050202 R0.02 0.5 4 0.5 2 40 045 15° 39,270
CN2CR0050302 R0.02 0.5 4 0.5 3 40 0.45 15° 39,270
» CN2CR0050402 R0.02 0.5 4 0.5 4 40 0.45 15° 39,270
Eﬂ}ﬁ CN2CR0050005 R0.05 0.5 4 0.5 - 40 - 12° 37,290
gg CN2CR0050105 R0.05 0.5 4 0.5 1 40 0.45 12° 39,270
< CN2CR0050205 R0.05 0.5 4 0.5 2 40 045 15° 39,270
CN2CR0050305 R0.05 0.5 4 0.5 3 40 0.45 15° 39,270
CN2CR0050405 R0.05 0.5 4 05 4 40 0.45 15° 39,270
CN2CR0050001 RO.1 0.5 4 0.5 - 40 - 12° 37,290
NEXT PAGE P
e 488 TUN-FUE AR BEAR @ 43774b &% TINIIUL ATULAE F4Y
Sews Moysiess PPGEESC Hardened steels MG 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
| | | e | e | | | | | |

356



SREEEATY RV
CBN END MILL

=i
& P365

CBN, 2 FLUTE CORNER RADIUS

GBBN2WHA—F+—FIVT7AITVFIIL

» Machinng high hardness materials HRC50 to HRC70 into finish
process for long times.

» Good cutting ability due to negative rake angle.

» Available various neck length with corner radius.

» High speed cutting with 20,000rpm and over 20,000rpm of tool and
supplying oil and air spray (MQL) recommended

— 'd
. 3

SUPER-CBN

for High-Hardened Steels up to HRC70|CNZCR ot
O—F =57 X CORNERRADUS

P HRC70 £ TORFEEM DL EIFIITICELN T, TEDF
HERDFIRE,

P SEERAT 4 T 5V FERE.

P HAFRI LT, HRLBEIRESA VYT,

> 20,000=ER EDTIRISRADIZE. T A IV R FZHEE,

[

R

T

L1

L3

45 74

Corner Radius

BE
EDP No.

HE |vrvvoR| IR TR 2R HE  |T-N\—¥A
Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle
D1 D2 L2 L1 L3

BA{i(mm) Unit: mm

i |EE®
Unit Price (JPY) | STOCK

CN2CR0050101 RO.1 0.5 4 0.5 1 40 0.45 12° 39,270
CN2CR0050201 RO.1 0.5 4 0.5 2 40 0.45 15° 39,270
CN2CR0050301 RO.1 0.5 4 0.5 3 40 0.45 15° 39,270
CN2CR0050401 RO.1 0.5 4 05 4 40 045 15° 39,270
CN2CR0060002 R0.02 0.6 4 06 - 45 - 12° 37,290
CN2CR0060202 R0.02 0.6 4 0.6 2 45 0.56 15° 39,270
CN2CR0060302 R0.02 0.6 4 06 3 45 0.56 15° 39,270
CN2CR0060402 R0.02 0.6 4 0.6 4 45 0.56 15° 39,270
CN2CR0060005 R0.05 0.6 4 0.6 = 45 - 12° 3729 @
CN2CR0060205 R0.05 0.6 4 0.6 2 45 0.56 15° 39,270
CN2CR0060305 R0.05 0.6 4 0.6 3 45 0.56 15° 39,270
CN2CR0060405 R0.05 0.6 4 0.6 4 45 0.56 15° 39,270
CN2CR0060001 RO.1 0.6 4 0.6 - 45 - 12° 37,290
CN2CR0060201 RO.1 0.6 4 0.6 2 45 0.56 15° 39,270
CN2CR0060301 RO.1 0.6 4 0.6 3 45 0.56 15° 39,270
CN2CR0060401 RO.1 0.6 4 0.6 4 45 0.56 15° 39,270
CN2CR0060020 R0.2 0.6 4 0.6 - 45 - 12° 37,290
CN2CR0060220 R0.2 0.6 4 0.6 2 45 0.56 15° 39,270
CN2CR0060320 R0.2 0.6 4 06 3 45 0.56 15° 39,270
CN2CR0060420 R0.2 0.6 4 0.6 4 45 0.56 15° 39,270
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» Machinng high hardness materials HRC50 to HRC70 into finish P HRC70 £ COBBEEMOME EIFIITICHEWNT, TEDED

process for long times. EEHTRE,
» Good cutting ability due to negative rake angle. » BB TA TS RERE,
» Available various neck length with corner radius. » TR LT, BALGETFEESAVF v T

» High speed cutting with 20,000rpm and over 20,000rpm of tool and — . ) N = 4
supplying oil and air spray (MQL) recommended P 20000ERELL EDYHIFAFDZE. 4 AV A FEHEE,

——. 7 D{ o

L1

[}

B {T7(mm) Unit : mm
AE 1137 TA HE |vvor| IR HTR 2R BE |7oN-¥m| Tl |EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0080002 R0.02 0.8 4 0.8 - 45 - 12° 37,290
CN2CR0080202 R0.02 0.8 4 0.8 2 45 0.75 15° 39,270
CN2CR0080402 R0.02 0.8 4 0.8 4 45 0.75 15° 39,270
CN2CR0080602 R0.02 0.8 4 0.8 6 45 0.75 15° 39,270
CN2CR0080005 R0.05 0.8 4 0.8 - 45 - 12° 37,290
CN2CR0080205 R0.05 0.8 4 0.8 2 45 0.75 15° 39,270
CN2CR0080405 R0.05 0.8 4 0.8 4 45 0.75 15° 39,270
CN2CR0080605 R0.05 0.8 4 0.8 6 45 0.75 15° 39,270
CN2CR0080001 RO.1 0.8 4 0.8 = 45 = 12° 37,290
CN2CR0080201 RO.1 0.8 4 0.8 2 45 0.75 15° 39,270
CN2CR0080401 RO.1 0.8 4 0.8 4 45 0.75 15° 39,270
CN2CR0080601 RO.1 0.8 4 0.8 6 45 0.75 15° 39,270
CN2CR008000 RO.2 0.8 4 0.8 - 45 - 12° 37,290
» CN2CR008020 RO.2 0.8 4 0.8 2 45 0.75 15° 39,270
Eﬂ}ﬁ CN2CR008040 RO.2 0.8 4 0.8 4 45 0.75 15° 39,270
gg CN2CR008060 RO.2 0.8 4 0.8 6 45 0.75 15° 39,270
< CN2CR0100002 R0.02 1.0 4 1 - 50 - 15° 33,920
CN2CR0100252 R0.02 1.0 4 1 25 50 0.95 15° 35,720
CN2CR0100402 R0.02 1.0 4 1 4 50 0.95 15° 35,720
CN2CR0100602 R0.02 1.0 4 1 6 50 0.95 15° 35,720
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» Machinng high hardness materials HRC50 to HRC70 into finish » HRC70 &£ COBBEEMDAEFIMTICEWNT. TEDOFH

process for long times. EEHTIRE,
» Good cutting ability due to negative rake angle. » BEEIHT TSV RERE,
» Available various neck length with corner radius. P TR LT, BAGETEESAVF YT,

» High speed cutting with 20,000rpm and over 20,000rpm of tool and — e N = 4
supplying oil and air spray (MQL) recommended P 20000ERELL EDREAFDBE. A1)V X M EHER,

R
R

———e 7 D{ o

L1

L3

Bi{i7(mm) Unit : mm
BE -7 R HE |vrvvoR| IR TR 2R BE |FoN-¥A| Tl |[EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0100005 R0.05 1.0 4 1 - 50 - 15° 33,920
CN2CR0100255 R0.05 1.0 4 1 25 50 0.95 15° 35,720
CN2CR0100405 R0.05 1.0 4 1 4 50 0.95 15° 35,720
CN2CR0100605 R0.05 1.0 4 1 6 50 0.95 15° 35,720
CN2CR0100001 RO.1 1.0 4 1 - 50 - 15° 33,920
CN2CR0100251 RO.1 1.0 4 1 25 50 0.95 15° 35720 | @
CN2CR0100401 RO.1 1.0 4 1 4 50 0.95 15° 35,720
CN2CR0100601 RO.1 1.0 4 1 6 50 0.95 15° 35,720
CN2CR01000020 RO.2 1.0 4 1 = 50 = 15° 33,920
CN2CR01002520 RO.2 1.0 4 1 25 50 0.95 15° 35,720
CN2CR01004020 RO.2 1.0 4 1 4 50 0.95 15° 35,720
CN2CR01006020 RO.2 1.0 4 1 6 50 0.95 15° 35,720
CN2CR010000 R0.3 1.0 4 1 - 50 - 15° 33,920
CN2CR010025 R0.3 1.0 4 1 25 50 0.95 15° 35,720 >
CN2CR010040 R0.3 1.0 4 1 4 50 0.95 15° 35,720 E@
CN2CR010060 R0.3 1.0 4 1 6 50 0.95 15° 35,720 o i
CN2CR0150002 R0.02 1.5 4 1.5 - 50 - 15° 38,180 a
CN2CR0150402 R0.02 1.5 4 15 4 50 1.45 15° 40,150
CN2CR0150602 R0.02 1.5 4 15 6 50 1.45 15° 40,150
CN2CR0150802 R0.02 1.5 4 15 8 50 1.45 15° 40,150
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» Machinng high hardness materials HRC50 to HRC70 into finish P HRC70 £ COBBEEMOME EIFIITICHEWNT, TEDED

process for long times. EEHTRE,
» Good cutting ability due to negative rake angle. » BB TA TS RERE,
» Available various neck length with corner radius. » TR LT, BALGETFEESAVF v T

» High speed cutting with 20,000rpm and over 20,000rpm of tool and — . ) N = 4
supplying oil and air spray (MQL) recommended P 20000ERELL EDYHIFAFDZE. 4 AV A FEHEE,

R
R

——. 7 D{ o

L1

[}

B {T7(mm) Unit : mm
AE 1137 TA HE |vvor| IR HTR 2R BE |7oN-¥m| Tl |EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0151002 R0.02 1.5 4 15 10 50 145 15° 40,150
CN2CR0150005 R0.05 1.5 4 1.5 - 50 - 15° 38,180
CN2CR0150405 R0.05 1.5 4 15 4 50 145 15° 40,150
CN2CR0150605 R0.05 1.5 4 15 6 50 145 15° 40,150
CN2CR0150805 R0.05 1.5 4 15 8 50 145 15° 40,150
CN2CR0151005 R0.05 1.5 4 15 10 50 145 15° 40,150
CN2CR0150001 RO.1 1.5 4 15 - 50 - 15° 38,180

CN2CR0150401 RO.1 1.5 4 1.5 4 50 1.45 15° 40,150 @
CN2CR0150601 RO.1 15 4 1.5 6 50 145 15° 40,150
CN2CR0150801 RO.1 1.5 4 1.5 8 50 1.45 15° 40,150
CN2CR0151001 RO.1 1.5 4 1.5 10 50 145 15° 40,150
CN2CR01500020 RO.2 1.5 4 1.5 - 50 - 15° 38,180
CN2CR01504020 RO.2 1.5 4 1.5 4 50 1.45 15° 40,150
» CN2CR01506020 RO.2 1.5 4 1.5 6 50 1.45 15° 40,150
Eﬂ}ﬁ CN2CR01508020 RO.2 1.5 4 1.5 8 50 145 15° 40,150
@E CN2CR01510020 | R0.2 1.5 4 15 10 50 145 15° 40,150
< CN2CR0150003 RO.3 1.5 4 1.5 - 50 - 15° 38,180
CN2CR0150403 RO.3 1.5 4 15 4 50 145 15° 40,150
CN2CR0150603 RO.3 1.5 4 15 6 50 145 15° 40,150
CN2CR0150803 RO.3 1.5 4 15 8 50 1.45 15° 40,150
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SREEEATY RV
CBN END MILL

for High-Hardened Steels up to HRC70|CN2CR V=X

SERIES

=i
& P365

CBN, 2 FLUTE CORNER RADIUS

GBBN2WHA—F+—FIVT7AITVFIIL

» Machinng high hardness materials HRC50 to HRC70 into finish
process for long times.

» Good cutting ability due to negative rake angle.

» Available various neck length with corner radius.

» High speed cutting with 20,000rpm and over 20,000rpm of tool and
supplying oil and air spray (MQL) recommended

— 'd
. 3

SUPER-CBN

O—F—F77 R CORNERRADIUS

P HRC70 £ TORFEEM DL EIFIITICELN T, TEDF
HERDFIRE,

P SEERAT 4 T 5V FERE.

P HAFRI LT, HRLBEIRESA VYT,

> 20,000=ER EDTIRISRADIZE. T A IV R FZHEE,

R

[ To

L1

L3

BA{i(mm) Unit: mm

= 4 > ~ 7 % - M [—) =]
WE MR AR | YevoE[ AR HTER 2K BE |7oA-¥f|  Eff |EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0151003 RO.3 1.5 4 15 10 50 145 15° 40,150
CN2CR015000 RO.5 1.5 4 1.5 - 50 - 15° 38,180
CN2CR015040 RO.5 1.5 4 15 4 50 145 15° 40,150
CN2CR015060 RO.5 1.5 4 15 6 50 1.45 15° 40,150
CN2CR015080 RO.5 1.5 4 15 8 50 1.45 15° 40,150
CN2CR015100 RO.5 1.5 4 15 10 50 145 15° 40,150
CN2CR0200005 R0.05 2.0 4 2 - 50 - 15° 38,180
CN2CR0200605 R0.05 2.0 4 2 6 50 1.95 15° 40,150
CN2CR0200805 R0.05 2.0 4 2 8 50 1.95 15° 40,150
CN2CR0201005 R0.05 2.0 4 2 10 50 1.95 15° 40,150
CN2CR0200001 RO.1 2.0 4 2 - 50 - 15° 38,180 | @
CN2CR0200601 RO.1 2.0 4 2 6 50 1.95 15° 40,150
CN2CR0200801 RO.1 2.0 4 2 8 50 1.95 15° 40,150
CN2CR0201001 RO.1 2.0 4 2 10 50 1.95 15° 40,150
CN2CR0200002 RO.2 2.0 4 2 - 50 - 15° 38,180
CN2CR0200602 RO.2 2.0 4 2 6 50 1.95 15° 40,150
CN2CR0200802 RO.2 2.0 4 2 8 50 1.95 15° 40,150
CN2CR0201002 RO.2 2.0 4 2 10 50 1.95 15° 40,150
CN2CR0200003 RO.3 2.0 4 2 - 50 - 15° 38,180
CN2CR0200603 RO.3 2.0 4 2 6 50 1.95 15° 40,150
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SEEHATY FIIV

NEW.
KKK CBN END MILL N
for High-Hardened Steels up to HRC70 |CNZCR e
TO
0

I E Al O—F—S 7 R CORVERRADIUS
& fF P365
CBN, 2 FLUTE CORNER RADIUS

CBN2WHIA—F—5IT7RA IV FI IV
» Machinng high hardness materials HRC50 to HRC70 into finish P HRC70 £ COBBEEMOME EIFIITICHEWNT, TEDED

process for long times. EEHTRE,
» Good cutting ability due to negative rake angle. » BB TA TS RERE,
» Available various neck length with corner radius. » TR LT, BALGETFEESAVF v T

» High speed cutting with 20,000rpm and over 20,000rpm of tool and — . ) N = 4
supplying oil and air spray (MQL) recommended P 20000ERELL EDYHIFAFDZE. 4 AV A FEHEE,

——. 7 D{ o

L1

[}

B {T7(mm) Unit : mm
AE 1137 TA HE |vvor| IR HTR 2R BE |7oN-¥m| Tl |EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0200803 RO.3 2.0 4 2 8 50 1.95 15° 40,150
CN2CR0201003 RO.3 2.0 4 2 10 50 1.95 15° 40,150
CN2CR020000 RO.5 2.0 4 2 - 50 - 15° 38,180
CN2CR020060 RO.5 2.0 4 2 6 50 1.95 15° 40,150
CN2CR020080 RO.5 2.0 4 2 8 50 195 15° 40,150
CN2CR020100 RO.5 2.0 4 2 10 50 1.95 15° 40,150
CN2CR0300005 R0.05 3.0 4 25 - 50 - 15° 42,840
CN2CR0300805 R0.05 3.0 4 25 8 50 2.85 15° 45,050
CN2CR0301005 R0.05 3.0 4 25 10 50 2.85 15° 45,050
CN2CR0301205 R0.05 3.0 4 25 12 50 2.85 15° 45,050
CN2CR0301605 R0.05 3.0 4 25 16 60 2.85 15° 45,050
CN2CR0302005 R0.05 3.0 4 25 20 60 2.85 15° 45,050
CN2CR0300001 RO.1 3.0 4 25 - 50 - 15° 42,840
» CN2CR0300801 RO.1 3.0 4 25 8 50 2.85 15° 45,050
Eﬂ}ﬁ CN2CR0301001 RO.1 3.0 4 25 10 50 2.85 15° 45,050
gg CN2CR0301201 RO.1 3.0 4 25 12 50 2.85 15° 45,050
< CN2CR0301601 RO.1 3.0 4 25 16 60 2.85 15° 45,050
CN2CR0302001 RO.1 3.0 4 25 20 60 2.85 15° 45,050
CN2CR0300002 R0.2 3.0 4 25 - 50 - 15° 42,840
CN2CR0300802 R0.2 3.0 4 25 8 50 2585 15° 45050 | @
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SEERATIY FIIV
CBN END MILL .
for High-Hardened Steels up to HRC70|CNZCR ot

l {2 Al J—7F—57 R CORVERRADIUS
& fF P365

CBN, 2 FLUTE CORNER RADIUS

CBN2MHIA—F—FIT7RA IV FI IV
» Machinng high hardness materials HRC50 to HRC70 into finish » HRC70 &£ COBBEEMDAEFIMTICEWNT. TEDOFH

process for long times. EEHTIRE,
» Good cutting ability due to negative rake angle. » BEEIHT TSV RERE,
» Available various neck length with corner radius. P TR LT, BAGETEESAVF YT,

» High speed cutting with 20,000rpm and over 20,000rpm of tool and — e N = 4
supplying oil and air spray (MQL) recommended P 20000ERELL EDREAFDBE. A1)V X M EHER,

———e 7 D{ o

L1

L3

Bi{i7(mm) Unit : mm
BE -7 R HE |vrvvoR| IR HMR 2R BE |FoN-¥A| Tl |[EER
ComerRadius | Mill Diameter | Shank Diameter | Length of Cut |Length Below Shank| Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L2 L1 L3

CN2CR0301002 R0.2 3.0 4 25 10 50 2.85 15° 45,050
CN2CR0301202 R0.2 3.0 4 25 12 50 2.85 15° 45,050
CN2CR0301602 R0.2 3.0 4 25 16 60 2.85 15° 45,050
CN2CR0302002 R0.2 3.0 4 2.5 20 60 2.85 15° 45,050
CN2CR0300003 R0.3 3.0 4 25 - 50 - 15° 42,840
CN2CR0300803 R0.3 3.0 4 25 8 50 2.85 15° 45,050
CN2CR0301003 R0.3 3.0 4 25 10 50 2.85 15° 45,050
CN2CR0301203 RO.3 3.0 4 25 12 50 2.85 15° 45,050
CN2CR0301603 R0.3 3.0 4 25 16 60 2.85 15° 45,050
CN2CR0302003 RO.3 3.0 4 25 20 60 2.85 15° 45,050
CN2CR030000 RO.5 3.0 4 25 - 50 - 15° 42,840
CN2CR030080 RO.5 3.0 4 25 8 50 2.85 15° 45,050
CN2CR030100 RO.5 3.0 4 25 10 50 2.85 15° 45,050
CN2CR030120 RO.5 3.0 4 25 12 50 2.85 15° 45,050 >
CN2CR030160 R0.5 3.0 4 25 16 60 2.85 15° 45,050 §§
CN2CR030200 R0.5 3.0 4 25 20 60 2.85 15° 45,050 giuﬁ
]
A—F—SITARE HARRE Iy IBRRE
Comer Radius Tolerance (mm) | Mil Dia. Tolerance (mm) | Shank Dia. Tolerance
+0.005 0~-0.010 h6
s a%8  7UN-FUE HAR BRAS # J7774b  B#%  TIWIZUL ATVLAE FAY
Seas Moysteds PGS Hardenea steets MG EENeS Copper  Graphite Castlron  Aluminum  San'e®  Titanium
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CBN, 2 FLUTE BALL NOSE

CBN 2HAR—IVITVFZ IV

CN2BE ..:%
$ A8 HARDENED STEELS

& (HARDNESS) HRC 50 ~ HRC 60 HRC 60 ~ HRC 70

Radius x DIA  ETR(BS)  EEEHRPM) &Y (FEED) L) B8 (RPM) #Y (FEED) Vi3 [mm]
Ap (mm) Ae (mm) Ap (mm) Ae (mm)
- 50000 500 0.003 0.003 50000 500 0.003 0.003
RO.1 x 0.2 0.5 50000 500 0.003 0.003 50000 500 0.003 0.003
1 50000 300 0.003 0.003 50000 300 0.003 0.003
- 50000 1000 0.005 0.005 50000 1000 0.005 0.005
R0.15 x 0.3 1 50000 600 0.005 0.005 50000 600 0.005 0.005
1.5 50000 600 0.005 0.005 50000 600 0.005 0.005
37500 300 0.005 0.003 37500 300 0.005 0.003
- 50000 1200 0.005 0.005 50000 1200 0.005 0.005
1 50000 1200 0.005 0.005 50000 1200 0.005 0.005
RO0.2 X 0.4 1.5 50000 720 0.005 0.005 50000 720 0.005 0.005
2 50000 720 0.005 0.005 50000 720 0.005 0.005
3 37500 360 0.005 0.003 37500 360 0.005 0.003
- 50000 1500 0.005 0.005 50000 1500 0.005 0.005
1 50000 1500 0.005 0.005 50000 1500 0.005 0.005
R0.25 x 0.5 2 50000 900 0.005 0.005 50000 900 0.005 0.005
3 37500 450 0.005 0.003 37500 450 0.005 0.003
4 37500 450 0.005 0.003 37500 450 0.005 0.003
- 50000 2000 0.005 0.005 50000 2000 0.005 0.005
2 50000 1200 0.005 0.005 50000 1200 0.005 0.005
R0.3 X 0.6 3 50000 1200 0.005 0.005 50000 1200 0.005 0.005
4 37500 600 0.005 0.003 37500 600 0.005 0.003
6 37500 450 0.005 0.003 37500 450 0.005 0.003
- 50000 2000 0.005 0.005 50000 2000 0.005 0.005
2 50000 2000 0.005 0.005 50000 2000 0.005 0.005
R0.4 x 0.8 4 50000 1200 0.005 0.005 50000 1200 0.005 0.005
6 37500 600 0.005 0.003 37500 600 0.005 0.003
8 37500 450 0.005 0.003 37500 450 0.005 0.003
- 50000 3000 0.010 0.010 50000 3000 0.010 0.010
25 50000 3000 0.010 0.010 50000 3000 0.010 0.010
RO.5 x 1.0 4 40000 2400 0.006 0.010 40000 2400 0.006 0.010
6 30000 1800 0.004 0.006 30000 1800 0.004 0.006
8 20000 1200 0.004 0.006 20000 1200 0.004 0.006
- 50000 3000 0.010 0.010 50000 3000 0.010 0.010
3 50000 3000 0.010 0.010 50000 3000 0.010 0.010
R0.6 x 1.2 4 40000 2400 0.006 0.010 40000 2400 0.006 0.010
6 40000 2400 0.006 0.010 40000 2400 0.006 0.010
8 20000 1200 0.004 0.006 20000 1200 0.004 0.006
- 50000 3000 0.010 0.010 50000 3000 0.010 0.010
4 50000 3000 0.010 0.010 50000 3000 0.010 0.010
R0.75 x 1.5 6 40000 2400 0.006 0.010 40000 2400 0.006 0.010
8 30000 1800 0.004 0.006 30000 1800 0.004 0.006
g 10 20000 1200 0.004 0.006 20000 1200 0.004 0.006
E“*H - 40000 3200 0.010 0.010 32000 2500 0.010 0.010
b 3 R1.0 x 2.0 6 40000 3200 0.010 0.010 32000 2500 0.010 0.010
& ] . . 8 32000 2560 0.006 0.010 25600 2000 0.006 0.010
= 10 32000 2560 0.006 0.010 25600 2000 0.006 0.010
- 26500 2100 0.010 0.010 21500 1700 0.010 0.010
8 26500 2100 0.010 0.010 21500 1700 0.010 0.010
R1.5 % 3.0 10 21200 1680 0.006 0.010 17200 1360 0.006 0.010
: : 12 21200 1680 0.006 0.010 17200 1360 0.006 0.010
16 15900 1260 0.004 0.006 12900 1020 0.004 0.006
20 10600 840 0.004 0.006 8600 680 0.004 0.006

Ap +
7,
Ae

RPM =rev./min. Vc=m/min.
FEED = mm/min. fz=mm/t
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CBN, 2 FLUTE CORNER RADIUS

CBBN2WHIA—F—FSIT7RAIVEFI

CN2CR:.:
%5 A8 HARDENED.STEELS

HERE(HARDNESS) HRC 50 ~ HRC 60 HRC 60 ~ HRC 70
., ~ . A% & [mm] tIAHE [mm]
FEDIA) BETRBS) EEHRM Y (FEED) - o B8 (RPM) %Y (FEED) T Ae )
- 50000 220 0.020 0.003 50000 200 0.010 0.002
0.2 0.5 50000 220 0.020 0.003 50000 200 0.010 0.002
1 50000 130 0.020 0.003 50000 120 0.010 0.002
- 50000 500 0.030 0.003 50000 400 0.020 0.002
03 1 50000 300 0.030 0.003 50000 240 0.020 0.002
1.5 50000 300 0.030 0.003 50000 240 0.020 0.002
2 37500 150 0.015 0.003 37500 120 0.010 0.002
- 50000 600 0.050 0.005 50000 480 0.030 0.003
1 50000 600 0.050 0.005 50000 480 0.030 0.003
0.4 1.5 50000 360 0.050 0.005 50000 290 0.030 0.003
2 50000 360 0.050 0.005 50000 290 0.030 0.003
3 37500 180 0.025 0.005 37500 145 0.015 0.003
- 50000 700 0.100 0.010 50000 550 0.060 0.005
1 50000 700 0.100 0.010 50000 550 0.060 0.005
0.5 2 50000 420 0.100 0.010 50000 330 0.060 0.005
3 37500 210 0.050 0.010 37500 165 0.030 0.005
4 37500 210 0.050 0.010 37500 165 0.030 0.005
- 50000 800 0.100 0.010 50000 600 0.060 0.005
06 2 50000 480 0.100 0.010 50000 360 0.060 0.005
3 50000 480 0.100 0.010 50000 360 0.060 0.005
4 37500 240 0.050 0.010 37500 180 0.030 0.005
- 50000 800 0.100 0.010 39000 600 0.060 0.005
0.8 2 50000 800 0.100 0.010 39000 600 0.060 0.005
4 50000 480 0.100 0.010 39000 360 0.060 0.005
6 37500 240 0.050 0.010 29250 180 0.030 0.005
- 43000 1000 0.200 0.010 30000 700 0.100 0.010
1.0 2.5 43000 1000 0.200 0.010 30000 700 0.100 0.010
4 34400 800 0.200 0.006 24000 560 0.100 0.006
6 25800 600 0.120 0.004 18000 420 0.060 0.004
- 30000 1000 0.400 0.020 19000 700 0.200 0.020
4 30000 1000 0.400 0.020 19000 700 0.200 0.020
1.5 6 24000 800 0.400 0.012 15200 560 0.200 0.012
8 18000 600 0.240 0.008 11400 420 0.120 0.008
10 12000 400 0.240 0.008 7600 280 0.120 0.008
- 22000 900 0.600 0.030 14000 800 0.300 0.030
2.0 6 22000 900 0.600 0.030 14000 800 0.300 0.030 =
. 8 17600 720 0.600 0.018 11200 640 0.300 0.018 g@
10 17600 720 0.600 0.018 11200 640 0.300 0.018 E iz
- 15000 700 0.800 0.030 10000 550 0.400 0.030 =
8 15000 700 0.800 0.030 10000 550 0.400 0.030
3.0 10 12000 560 0.800 0.018 8000 440 0.400 0.018
12 12000 560 0.800 0.018 8000 440 0.400 0.018
16 9000 420 0.480 0.012 6000 330 0.240 0.012
20 6000 280 0.480 0.012 4000 220 0.240 0.012

" e

RPM =rev./min. Vc=m/min.
FEED = mm/min. fz=mm/t
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