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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZBE -z

R<3 R>3 R—JU BALLNOSE
e a -base | 5 1 [

CARBIDE, 2 FLUTE BALL NOSE

B 2MHI R—IVTVFE I

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability anq wear resistance. . ' YIYIRE ) & TRESEEME A R4E,
=m0 » Due to unique ball nose ggometr}{ and cutting edges, cutting force P Jdi R —) VAR S EF T TINHE FASRA N
_lz S decreased, and wear resistance increased. MEAELL
N i - ° Y o
Ll " oeelent performance when cuting prenardened sieels, LP10 ) e U A RN BHRCSS £ TOT Y/ \— K
L3 ‘ DYMITEN VR ERIB
R
<R s

L;V — - DZI[] é\a D1

|L1

| L2

B {T7(mm) Unit : mm
R R—IVEE LS PR DAL AR £R T—I\—#£A E EER
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

HS2BE001-0.1 R0.05 0.1 4 0.1 40 10°/20° 8,420
HS2BEO0O1 R0.05 0.1 4 0.2 40 10°/20° 8,420 ( }
HS2BE0013 R0.05 0.1 3 0.2 40 10°/20° 8,140
HS2BE015-0.15 R0.075 0.15 4 0.15 40 10°/20° 8,420 o
HS2BE015-0.3 R0.075 0.15 4 03 40 10°/20° 8,420 )
HS2BE0153-0.3 R0.075 0.15 3 0.3 40 10°/20° 8,140
HS2BE002-0.2 RO.1 0.2 4 0.2 40 10°/20° 5,740
HS2BE002 RO.1 0.2 4 04 40 10°/20° 5,740 [ ]
HS2BE0023 RO.1 0.2 3 04 40 10°/20° 5,560
HS2BE003-0.3 RO.15 0.3 4 0.3 40 10°/20° 4,970 [ )
HS2BE003 RO.15 0.3 4 0.6 40 10°/20° 4,970 [ )
HS2BE0033 RO.15 0.3 3 0.6 40 10°/20° 4,820
HS2BE004-0.4 RO.2 0.4 4 04 40 10°/20° 4,710 [ )
HS2BE004 RO.2 0.4 4 0.8 40 10°/20° 4,710 ()
HS2BE0043 RO.2 0.4 3 0.8 40 10°/20° 4,570
HS2BE005-0.5 R0.25 0.5 4 0.5 40 10°/20° 4,050 ( ]
HS2BE005 R0.25 0.5 4 1.0 40 10°/20° 4,050 ( ]
HS2BE0053 R0.25 0.5 3 1.0 40 10°/20° 3,950
HS2BE006-0.6 R0.3 0.6 4 06 40 10°/20° 4,050 o
HS2BE006 R0.3 0.6 4 12 40 10%/20° 4,050 ()
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZBE U=%

SERIES
R<3 R>3 - R—JU BALLNOSE
e a -base | 5 #+ 5.

CARBIDE, 2 FLUTE BALL NOSE

RBE 2HMAI R—IVT VR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force Jai R — ) AR & BT T YIEHE FASEAD S NTHEERE
decreased, and wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to b SAUE EUEA ZITERENBHRCSS £TOT Y \— R4
HRC55 which are used for molds & dies. @;]ﬁ']?@hf:'&ﬁré %248,
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BA{i(mm) Unit: mm
BE R—IVER HE PAPAES AR 2R T—IN—%F TEf EER
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

HS2BE0063 RO.3 0.6 3 1.2 40 10°/20° 3,950 [ )
HS2BE007-0.7 R0.35 0.7 4 0.7 40 10°/20° 4,050 ( ]
HS2BE007 R0.35 0.7 4 14 40 10%/20° 4,050 ()
HS2BE0073 R0.35 0.7 3 14 40 10%/20° 3,950

HS2BE008-0.8 RO.4 0.8 4 0.8 40 10%/20° 4,050

HS2BE008 R0.4 0.8 4 1.6 40 10°/20° 4,050 ( }
HS2BE0083 R0.4 0.8 3 1.6 40 10°/20° 3,950 { ]
HS2BE009-0.9 R0.45 0.9 4 0.9 40 10°/20° 4,050 (]
HS2BE009 R0.45 0.9 4 1.8 40 10°/20° 4,050 (]
HS2BE0093 R0.45 0.9 3 1.8 40 10°/20° 3,950

HS2BE010-40 RO.5 1.0 6 1.5 40 10°/20° 3,690 (]
HS2BE0103 RO.5 1.0 3 25 50 10°/20° 3,350 ( }
HS2BE0104 RO.5 1.0 4 25 50 10°/20° 3,500 ( }
HS2BEO10 RO.5 1.0 6 25 50 10°/20° 3,850 ( ]
HS2BE010-70 RO.5 1.0 6 25 70 10°/20° 5,060 [ }
HS2BE010-100 RO.5 1.0 6 25 100 10°/20° 6,080 ( }
HS2BE012-40 R0.6 1.2 6 2 40 15° 3,690 o
HS2BE0123 R0.6 1.2 3 3 50 15° 3,350 o
HS2BE0124 R0.6 1.2 4 3 50 15° 3,500 o
HS2BE012 R0.6 1.2 6 3 50 15° 3,850 o
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ZIN—FVHRABETIY RV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZBE YY=-X

SERIES

R<3 R>3 R—JU BALLNOSE
e a -base | 5 1 [

CARBIDE, 2 FLUTE BALL NOSE

B 2MHI R—IVTVFE I

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability anq wear resistance. . ' YIYIRE ) & TRESEEME A R4E,
=m0 » Due to unique ball nose ggometr}{ and cutting edges, cutting force P Jdi R —) VAR S EF T TINHE FASRA N
_lz S decreased, and wear resistance increased. MEAELL
N i - ° Y o
Ll " oeelent performance when cuting prenardened sieels, LP10 ) e U A RN BHRCSS £ TOT Y/ \— K
L3 ‘ DYMITEN VR ERIB
R
<R s

L;V — - DZI[] é\a D1

|L1

| L2

B {T7(mm) Unit : mm
R R—IVEE LS PR DAL AR £R T—I\—#£A E EER
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

HS2BE012-70 RO.6 1.2 6 3 70 15° 5,060

HS2BE012-100 RO.6 1.2 6 3 100 15° 6,080 [ }
HS2BE015-40 R0.75 1.5 6 25 40 15° 3,690

HS2BE0153 R0.75 1.5 3 4 50 15° 3,350 o
HS2BE0154 R0.75 1.5 4 4 50 15° 3,500 )
HS2BEO15 RO.75 1.5 6 4 50 15° 3,850 ()
HS2BE015-70 RO.75 1.5 6 4 70 15° 5,060 [ )
HS2BE015-100 RO.75 1.5 6 4 100 15° 6,080 ()
HS2BE020-3 R1.0 2.0 6 3 40 15° 3,690 ()
HS2BE0203 R1.0 2.0 3 5 50 15° 3,350 ()
HS2BE0204 R1.0 2.0 4 5 50 15° 3,500 ()
HS2BE020 R1.0 2.0 6 5 50 15° 3,850 ()
HS2BE020-80 R1.0 2.0 6 5 80 15° 5,160 [ )
HS2BE020-100 R1.0 2.0 6 5 100 15° 6,080 ( ]
HS2BE025-40 R1.25 25 6 4 40 15° 3,690

HS2BE0253 R1.25 25 3 6 60 15° 3,550 ( ]
HS2BE0254 R1.25 25 4 6 60 15° 3,650 ( ]
HS2BE025 R1.25 25 6 6 60 15° 3,990 ()
HS2BE025-80 R1.25 25 6 6 80 15° 5,160 o
HS2BE025-100 R1.25 25 6 6 100 15° 6,080

NEXT PAGE »
e 488 TUN-FUE AR BEAR @ 43774b &% TINIIUL ATULAE F4Y
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
O | e | e [ e | e | | | | o ] | |

100



NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL .

for Pre-Hardened Steels |HSZBE SERIES

R<3 R>3 R—JU BALLNOSE
6 R R AlCr | t7 &l
30° -base | 5 #+ 5.

CARBIDE, 2 FLUTE BALL NOSE

RBE 2HMAI R—IVT VR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force Jai R — ) AR & BT T YIEHE FASEAD S NTHEERE
decreased, and wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to

HRC55 which are used for molds & dies. P SRBLUSA REHTNBDHRCSS ETOTY /N~ K/

DYIRITEN Tt Z FiE,
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BA{i(mm) Unit: mm
BE R—IVER HE PAPAES AR 2R T—IN—%F TEf EER
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

HS2BE030-40 R1.5 3.0 6 45 40 15° 3,690
HS2BE0303 R1.5 3.0 3 6 60 15° 3,550 ( ]
HS2BE0304 R1.5 3.0 4 6 60 15° 3,650 ()
HS2BE030 R1.5 3.0 6 6 60 15° 3,990 ()
HS2BE030-80 R1.5 3.0 6 6 80 15° 5,160 ()
HS2BE030-100 R1.5 3.0 6 6 100 15° 6,080 ( }
HS2BEO035 R1.75 3.5 6 8 70 15° 4,140
HS2BE040-50 R2.0 4.0 6 6 50 15° 3,850 ( }
HS2BE0404 R2.0 4.0 4 8 70 15° 4,050 ( }
HS2BE040 R2.0 4.0 6 8 70 15° 4,160 ( }
HS2BE0404-100 R2.0 4.0 4 8 100 15° 5,460
HS2BE0404-120 R2.0 4.0 4 8 120 15° 6,000 ( }
HS2BE040-100 R2.0 4.0 6 8 100 15° 6,080 [ }
HS2BE040-120 R2.0 4.0 6 8 120 15° 6,690
HS2BE045 R2.25 4.5 6 9 80 15° 4,300 [ }
HS2BE050-60 R2.5 5.0 6 75 60 15° 3,990 ( }
HS2BE050 R2.5 5.0 6 10 80 15° 4,300 [ }
HS2BE0505 R2.5 5.0 5 10 80 15° 4,920 o
HS2BE055 R2.75 5.5 6 1 90 15° 5,080 o
HS2BE060-50 R3.0 6.0 6 9 50 - 3,850 o
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ZIN—FVHRABETIY RV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZBE YY=-X

SERIES

R<3 R>3 R—JU BALLNOSE
e a -base | 5 1 [

CARBIDE, 2 FLUTE BALL NOSE

B 2MHI R—IVTVFE I

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability anq wear resistance. . ' YIYIRE ) & TRESEEME A R4E,
=m0 » Due to unique ball nose ggometr}{ and cutting edges, cutting force P Jdi R —) VAR S EF T TINHE FASRA N
_lz S decreased, and wear resistance increased. MEAELL
N i - ° Y o
Ll " oeelent performance when cuting prenardened sieels, LP10 ) e U A RN BHRCSS £ TOT Y/ \— K
L3 ‘ DYMITEN VR ERIB
R
<R s

L;V — - DZI[] é\a D1

|L1

| L2

B {T7(mm) Unit : mm
R R—IVEE LS PR DAL AR £R T—I\—#£A E EER
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

HS2BE060-60 R3.0 6.0 6 9 60 - 3,990

HS2BE060-80 R3.0 6.0 6 9 80 - 4,300 ( }
HS2BE060 R3.0 6.0 6 12 90 - 5,080 o
HS2BE060-110 R3.0 6.0 6 12 110 - 6,320 o
HS2BE060-130 R3.0 6.0 6 12 130 - 6,810 )
HS2BE060-150 R3.0 6.0 6 12 150 - 7,450 o
HS2BE065 R3.25 6.5 8 13 90 15° 8,610 o
HS2BE070 R3.5 7.0 8 14 90 15° 8,610 ()
HS2BE080-50 R4.0 8.0 8 12 50 - 7,370 ()
HS2BE080-60 R4.0 8.0 8 12 60 - 7,640

HS2BE080-80 R4.0 8.0 8 12 80 - 8,280 ()
HS2BE080-90 R4.0 8.0 8 12 90 - 8,610 o
HS2BE080 R4.0 8.0 8 14 100 - 8,990 ()
HS2BE080-130 R4.0 8.0 8 14 130 - 11,110 ( ]
HS2BE080-150 R4.0 8.0 8 14 150 - 13,060 ( ]
HS2BE085 R4.25 8.5 10 16 100 15° 12,340

HS2BE090 R4.5 9.0 10 18 100 15° 12,340 ()
HS2BE100-50 R5.0 10.0 10 15 50 - 9,530 ()
HS2BE100-60 R5.0 10.0 10 15 60 - 9,860 ()
HS2BE100-80 R5.0 10.0 10 15 80 - 10,670 ()
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL .

for Pre-Hardened Steels |HSZBE SERIES

R<3 R>3 R—JU BALLNOSE
6 R R AlCr | t7 &l
30° -base | 5 #+ 5.

CARBIDE, 2 FLUTE BALL NOSE

RBE 2HMAI R—IVT VR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force Jai R — ) AR & BT T YIEHE FASEAD S NTHEERE
decreased, and wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to b SAUE EUEA ZITERENBHRCSS £TOT Y \— R4
HRC55 which are used for molds & dies. @;]ﬁ']?@hf:'&ﬁré %248,

)

4
s
o=
WA
N
(7
=
N

| R A~
~ ——— ol =3P
| . o

BA{i(mm) Unit: mm
BE R—IVER HE PAPAES AR 2R T—IN—%F TEf EER
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

HS2BE100-90 R5.0 10.0 10 15 920 - 11,110 [ )
HS2BE100 R5.0 10.0 10 18 100 - 12,340 ( ]
HS2BE100-130 R5.0 10.0 10 18 130 - 14,310 ()
HS2BE100-150 R5.0 10.0 10 18 150 = 17,570 ()
HS2BE100-180 R5.0 10.0 10 18 180 - 19,700 ()
HS2BE100-200 R5.0 10.0 10 18 200 - 21,290 ( }
HS2BE110 R5.5 11.0 12 20 100 15° 15,290 ( }
HS2BE120-60 R6.0 12.0 12 18 60 = 13,060 ( }
HS2BE120-80 R6.0 12.0 12 18 80 - 14,150 ( }
HS2BE120-90 R6.0 12.0 12 18 90 - 14,690 ( }
HS2BE120-100 R6.0 12.0 12 18 100 - 15,290 ( }
HS2BE120 R6.0 12.0 12 22 110 - 16,890 ( }
HS2BE120-130 R6.0 12.0 12 22 130 - 18,900
HS2BE120-150 R6.0 12.0 12 22 150 - 21,360 ( ]
HS2BE120-180 R6.0 12.0 12 22 180 - 23,980
HS2BE120-200 R6.0 12.0 12 22 200 - 27,060 ( }
HS2BE130 R6.5 13.0 12 24 100 - 26,680
HS2BE14012 R7.0 14.0 12 26 100 - 26,680 o
HS2BE140 R7.0 14.0 14 26 100 - 26,680 o
HS2BE14016 R7.0 14.0 16 26 100 45° 31,680
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NEW 7))\—FV/8REBEITY FI
KKK SOLID CARBIDE END MILL
for Pre-Hardened Steels

R<3 R>3
4 R R AICr | £1 &l
30° -base | 5 1 [

CARBIDE, 2 FLUTE BALL NOSE

|HS2BE 2.

R—) b BALLNOSE

B 2MHI R—IVTVFE I

» Due to new coating and new tool geometry, outstanding cutting

PFHLWIA—T 1 Y IBLUFILLY —ILRIC LY Bhc

ability and wear resistance. YIEIRES & THEEFE M & K8,
» Due to unique ball nose geometry and cutting edges, cutting force | Jis R — ) St HAR S R . GINBE SR S NTREERE
decreased, and wear resistance increased. HEAAELE - h
» Excellent performance when cutting pre-hardened steels, up to s N _ % TS
HRC55 which are used for molds & dies. > ﬁ*i?’oJ:U@{Zi;ﬁFﬁ'{h%HRCSS ECOTYN- R
DYHEITEN MR ZHIE,
/R /i
= —S gl = [

| Lo | L1

B {T7(mm) Unit : mm
RE R—ILER HiE PAPIA:S A& £R T—IN—%f Ef TEER
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

HS2BE150 R7.5 15.0 16 28 140 45° 36,730 [ )
HS2BE160-100 R8.0 16.0 16 24 100 - 31,420 [ }
HS2BE160-130 R8.0 16.0 16 24 130 - 35,320
HS2BE160 R8.0 16.0 16 30 150 - 38,210 [ ]
HS2BE160-180 R8.0 16.0 16 30 180 = 42,940
HS2BE160-200 R8.0 16.0 16 30 200 - 46,360 [ J
HS2BE180 R9.0 18.0 18 34 150 - 48,410
HS2BE200-100 R10.0 20.0 20 30 100 - 40,360
HS2BE200-130 R10.0 20.0 20 30 130 - 45,370
HS2BE200 R10.0 20.0 20 38 150 - 49,090 ()
HS2BE200-200 R10.0 20.0 20 38 200 - 68,340 [ )
HS2BE250-120 R12.5 25.0 25 50 120 - 69,290
HS2BE250 R12.5 25.0 25 50 180 - 85,800 ()
A=V I/ ARRE Iy IRRE
Radius of Ball Nose | Radius Tolerance (mm) | Mill Dia. Tolerance (mm) |  Shank Dia. Tolerance
<R3 +0.005 0~-0.012 h6
>R3 £0.010 0~-0.015
s A% TUN-FUE AR BIRAS . 47774b &% TIWIZUL ATVLAE FEY
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4BE U=%

SERIES
R<3 R>3 R—JU BALLNOSE
5 R R AlCr | t7 &l
e -base | 5 1+ .

CARBIDE, 4 FLUTE BALL NOSE

BEAI R—IVTFI I

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force Jai R — ) AR & BT T YIEHE FASEAD S NTHEERE
decreased, and wear resistance increased. MARELL,

» Excellent performance when cutting pre-hardened steels, up to s F7RA _ + - e
HRC55 which are used for molds & dies. > ﬁ?g;\?]?)dl()’}”fli;ﬁﬁﬁ Lj"LZoHRCSS FCOTUN— R
DYHITEN IR ZHIE,
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B3Y7(mm) Unit: mm
BE R—IbER HE YR AR 2R T—IN—%f TEf £
Radius of Ball Nose | Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L2 L3

HS4BEO10 RO.5 1.0 6 1 50 15° 5,200 (]
HS4BEO15 R0O.75 15 6 1.5 50 15° 5,200
HS4BE020 R1.0 2.0 6 2 50 15° 5,200 ([ J
HS4BE030 R1.5 3.0 6 3 60 15° 5,580 ([ J
HS4BE040 R2.0 4.0 6 4 70 15° 5,580 ([ J
HS4BE050 R2.5 5.0 6 5 80 15° 6,040
HS4BE060 R3.0 6.0 6 6 20 = 6,040 ]
HS4BE080 R4.0 8.0 8 8 100 = 10,290 ([ J
HS4BE100 R5.0 10.0 10 10 100 = 13,240 ]
HS4BE120 R6.0 12.0 12 12 110 = 18,210 ([ J
HS4BE160 R8.0 16.0 16 16 140 = 40,150 ([
HS4BE200 R10.0 20.0 20 20 160 = 55,810 ([
R—)VH2 R=IVRE HERE Iy UERE
Radius of Ball Nose Radius Tolerance (mm) Mill Dia. Tolerance (mm) Shank Dia. Tolerance
<R3 +0.005 0~-0.012 he
>R3 +0.010 0~-0.015
RRE A28 7UN-IUR IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
ol e | e | e | @] | | [ o | | |
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» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRE ) & TRESEEME A R4E,
» Due to unique ball nose geometry and cutting edges, cutting force g Jis R — ) St SRR S R T GINBE SR S NTREERE
decreased, and so wear resistance increased. MEAELL B

» Excellent performance when cutting pre-hardened steels, up to P BRI LA A AIEREENBHRCSS £TO T \— R4
HRC55 which are used for molds & dies. @%HUT@*LT:’E@E%%%
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B {T7(mm) Unit : mm
_ K@ TE [vrvo@| e | ETE | ok | BE [7o/—¥El EE |[EE8
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB001-0.2 R0.05 0.1 4 0.1 0.2 40 0.085 10°/20° 9,200
HS2RB001-0.3 R0.05 0.1 4 0.1 0.3 40 0.085 10°/20° 9,200
HS2RB001-0.5 R0.05 0.1 4 0.1 0.5 40 0.085 10°/20° 9200 | @
HS2RB001-1 R0.05 0.1 4 0.1 1 40 0.085 10°/20° 9200 @
HS2RB002-0.5 RO.1 0.2 4 0.2 0.5 40 0.17 10%20° 6,440
HS2RB002-1 RO.1 0.2 4 0.2 1 40 0.17 10%/20° 6440 @
HS2RB002-1.5 RO.1 0.2 4 0.2 15 40 0.17 10%/20° 6440 | @
HS2RB002-2 RO.1 0.2 4 0.2 2 40 0.17 10%20° 6,440
HS2RB002-3 RO.1 0.2 4 0.2 3 40 0.17 10%20° 6,440
HS2RB003-1 RO.15 0.3 4 0.3 1 40 0.27 10°/20° 5660 | @
HS2RB003-1.5 RO.15 0.3 4 0.3 1.5 40 0.27 10°/20° 5660 | @
HS2RB003-2 RO.15 0.3 4 0.3 2 40 0.27 10°/20° 5660 | @
HS2RB003-2.5 RO.15 0.3 4 0.3 25 40 0.27 10°/20° 5,660
HS2RB003-3 RO.15 0.3 4 0.3 3 40 0.27 10°/20° 5660 | @
HS2RB003-4 RO.15 0.3 4 0.3 4 40 0.27 10°/20° 6,390
HS2RB003-5 RO.15 0.3 4 0.3 5 40 0.27 10°/20° 6,390
HS2RB004-1 RO.2 0.4 4 0.4 1 40 0.37 10°/20° 5660 | @
HS2RB004-1.5 R0.2 0.4 4 0.4 15 40 0.37 10°/20° 5,660
HS2RB004-2 RO.2 0.4 4 0.4 2 40 0.37 10°/20° 5660 | @
HS2RB004-2.5 R0.2 0.4 4 0.4 25 40 0.37 10°/20° 5,660
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» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force  p Jai R — ) AR & BT T, ISR SR S NTHEERE
decreased, and so wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to FEs FTRA — + 5 TS
HRC55 which are used for molds & dies. b SRSSTLA UAEHENSHRCS ETOTY /N~

DY TEN R FIE,
R .
ﬁ DZI Q:I:Dm/i;
L2 Lsalli*

BA{i(mm) Unit: mm
RIE R—IVER| AR | vV I8E AR BTR 2R BE |T-N—#B TR |[EER
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB004-3 RO.2 0.4 4 04 3 40 037 10°/20° 5660 @
HS2RB004-4 RO.2 0.4 4 04 4 40 037 10°/20° 5660 @
HS2RB004-5 RO.2 0.4 4 04 5 40 037 10°/20° 5,660
HS2RB004-6 RO.2 0.4 4 04 6 40 037 10°/20° 5660 @
HS2RB004-8 R0.2 0.4 4 0.4 8 40 0.37 10°/20° 5,660
HS2RB004-10 R0.2 0.4 4 0.4 10 40 0.37 10°/20° 6,390
HS2RB005-1 R0.25 0.5 4 05 1 45 045 10°/20° 4730 | @
HS2RB005-1.5 R0.25 0.5 4 0.5 15 45 0.45 10°/20° 4,730
HS2RB005-2 R0.25 0.5 4 0.5 2 45 0.45 10°/20° 4730 | @
HS2RB005-2.5 R0.25 0.5 4 0.5 25 45 0.45 10°/20° 4,730
HS2RB005-3 R0.25 0.5 4 0.5 3 45 0.45 10°/20° 4730 | @
HS2RB005-4 R0.25 0.5 4 0.5 4 45 0.45 10°/20° 4730 @
HS2RB005-5 R0.25 0.5 4 0.5 5 45 0.45 10°/20° 4,730
HS2RB005-6 R0.25 0.5 4 0.5 6 45 0.45 10°/20° 4730 @
HS2RB005-8 R0.25 0.5 4 0.5 8 45 0.45 10°/20° 4,730
HS2RB005-10 R0.25 0.5 4 0.5 10 45 0.45 10°/20° 4,730
HS2RB005-12 R0.25 0.5 4 0.5 12 45 0.45 10°/20° 5460 @
HS2RB005-14 R0.25 0.5 4 0.5 14 45 0.45 10°/20° 5,460
HS2RB005-16 R0.25 0.5 4 0.5 16 45 0.45 10°/20° 5,460
HS2RB006-1 RO.3 0.6 4 0.6 1 45 0.55 10°/20° 4730 @
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» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRE ) & TRESEEME A R4E,
» Due to unique ball nose geometry and cutting edges, cutting force g Jis R — ) St SRR S R T GINBE SR S NTREERE
decreased, and so wear resistance increased. MEAELL B

» Excellent performance when cutting pre-hardened steels, up to P BRI LA A AIEREENBHRCSS £TO T \— R4
HRC55 which are used for molds & dies. @%HUT@*LT:’E@E%%%
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B {T7(mm) Unit : mm
_ K@ TE [vrvo@| e | ETE | ok | BE [7o/—¥El EE |[EE8
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB006-2 R0.3 0.6 4 0.6 2 45 0.55 10°/20° 4730 @
HS2RB006-3 R0.3 0.6 4 0.6 3 45 0.55 10°/20° 4730 @
HS2RB006-4 R0.3 0.6 4 0.6 4 45 0.55 10°/20° 4730 @
HS2RB006-5 R0.3 0.6 4 0.6 5 45 0.55 10°/20° 4730 @
HS2RB006-6 R0.3 0.6 4 0.6 6 45 0.55 10%20° 4730 | @
HS2RB006-8 R0.3 0.6 4 0.6 8 45 0.55 10%/20° 4730 @
HS2RB006-10 RO.3 0.6 4 0.6 10 45 0.55 10%/20° 4730 | @
HS2RB006-12 R0.3 0.6 4 0.6 12 45 0.55 10%20° 4730 | @
HS2RB006-14 RO.3 0.6 4 0.6 14 45 0.55 10%20° 5460 | @
HS2RB006-16 RO.3 0.6 4 0.6 16 45 0.55 10°/20° 5460 @
HS2RB007-2 R0.35 0.7 4 0.7 2 45 0.65 10°/20° 4,730

HS2RB007-4 R0.35 0.7 4 0.7 4 45 0.65 10°/20° 4,730

HS2RB007-6 R0.35 0.7 4 0.7 6 45 0.65 10°/20° 4730 | @
HS2RB007-8 RO.35 0.7 4 0.7 8 45 0.65 10°/20° 4,730

HS2RB007-10 R0.35 0.7 4 0.7 10 45 0.65 10°/20° 4730 @
HS2RB007-12 R0.35 0.7 4 0.7 12 45 0.65 10°/20° 4,730

HS2RB008-1 R0.4 0.8 4 0.8 1 45 0.75 10°/20° 4,730

HS2RB008-2 R0.4 0.8 4 0.8 2 45 0.75 10°/20° 4730 @
HS2RB008-3 R0.4 0.8 4 0.8 3 45 0.75 10°/20° 4730 | @
HS2RB008-4 R0.4 0.8 4 0.8 4 45 0.75 10°/20° 4730 @
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» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force  p Jai R — ) AR & BT T, ISR SR S NTHEERE
decreased, and so wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to FEs FTRA — + 5 TS
HRC55 which are used for molds & dies. b SRSSTLA UAEHENSHRCS ETOTY /N~

DY TEN R FIE,
R .
ﬁ DZI Q:I:Dm/i;
L2 Lsalli*

BA{i(mm) Unit: mm
RIE R—IVER| AR | vV I8E AR BTR 2R BE |T-N—#B TR |[EER
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB008-5 RO.4 0.8 4 0.8 5 45 0.75 10°/20° 4730 @
HS2RB008-6 RO.4 0.8 4 0.8 6 45 0.75 10°/20° 4730 @
HS2RB008-8 RO.4 0.8 4 0.8 8 45 0.75 10°/20° 4730 @
HS2RB008-10 RO.4 0.8 4 0.8 10 45 0.75 10°/20° 4,730
HS2RB008-12 RO.4 0.8 4 0.8 12 45 0.75 10°/20° 4,730
HS2RB008-14 R0.4 0.8 4 08 14 45 0.75 10°/20° 4730 @
HS2RB008-16 RO.4 0.8 4 0.8 16 45 0.75 10°/20° 5,460
HS2RB008-20 R0.4 0.8 4 0.8 20 45 0.75 10°/20° 5,460
HS2RB009-4 R0.45 0.9 4 0.9 4 45 0.85 10°/20° 4730 | @
HS2RB009-6 R0.45 0.9 4 0.9 6 45 0.85 10°/20° 4,730
HS2RB009-8 R0.45 0.9 4 0.9 8 45 0.85 10°/20° 4,730
HS2RB009-10 R0.45 0.9 4 0.9 10 45 0.85 10°/20° 4730 @
HS2RB010-2 RO.5 1.0 4 1 2 50 0.95 10°/20° 4160 @
HS2RB010-3 RO.5 1.0 4 1 3 50 0.95 10°/20° 4160 @
HS2RB010-4 RO.5 1.0 4 1 4 50 0.95 10°/20° 4160 @
HS2RB010-5 RO.5 1.0 4 1 5 50 0.95 10°/20° 4160 @
HS2RB010-6 RO.5 1.0 4 1 6 50 0.95 10°/20° 4160 @
HS2RB010-7 RO.5 1.0 4 1 7 50 0.95 10°/20° 4160 @
HS2RB010-8 RO.5 1.0 4 1 8 50 0.95 10°/20° 4160 @
HS2RB010-9 RO.5 1.0 4 1 9 50 0.95 10°/20° 4,160
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R<3 R>3 - R—JU BALLNOSE
30° ;;EE -base | 5% 1T [SENPI

CARBIDE, 2 FLUTE BALL NOSE

BE 2RI OAVIRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRE ) & TRESEEME A R4E,
» Due to unique ball nose geometry and cutting edges, cutting force g Jis R — ) St SRR S R T GINBE SR S NTREERE
decreased, and so wear resistance increased. MEAELL B

» Excellent performance when cutting pre-hardened steels, up to P BRI LA A AIEREENBHRCSS £TO T \— R4
HRC55 which are used for molds & dies. @%HUT@*LT:’E@E%%%
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B {T7(mm) Unit : mm
_ K@ TE [vrvo@| e | ETE | ok | BE [7o/—¥El EE |[EE8
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB010-10 RO.5 1.0 4 1 10 50 0.95 10°/20° 4160 | @
HS2RB010-12 RO.5 1.0 4 1 12 50 0.95 10°/20° 4160 @
HS2RB010-14 RO.5 1.0 4 1 14 50 0.95 10°/20° 4160 | @
HS2RB010-16 RO.5 1.0 4 1 16 50 0.95 10°/20° 4160 @
HS2RB010-18 RO.5 1.0 4 1 18 50 0.95 10%20° 4160 | @
HS2RB010-20 RO.5 1.0 4 1 20 50 0.95 10%/20° 4160 @
HS2RB010-22 RO.5 1.0 4 1 22 60 0.95 10%/20° 4300 | @
HS2RB010-26 RO.5 1.0 4 1 26 60 0.95 10%20° 5020 @
HS2RB010-30 RO.5 1.0 4 1 30 70 0.95 10°/20° 5360 | @
HS2RB010-40 RO.5 1.0 4 1 40 80 0.95 10°/20° 5,840
HS2RB010-50 RO.5 1.0 4 1 50 100 0.95 10°/20° 6,570
HS2RB012-4 R0.6 1.2 4 12 4 50 115 15° 4,160
HS2RB012-6 RO.6 1.2 4 1.2 6 50 1.15 15° 4160 | @
HS2RB012-8 RO.6 1.2 4 1.2 8 50 1.15 15° 4,160
HS2RB012-10 RO.6 1.2 4 1.2 10 50 1.15 15° 4160 | @
HS2RB012-12 R0.6 1.2 4 1.2 12 50 1.15 15° 4,160
HS2RB012-16 R0.6 1.2 4 1.2 16 50 1.15 15° 4,160
HS2RB012-20 R0.6 1.2 4 1.2 20 50 1.15 15° 4,160
HS2RB012-26 R0.6 1.2 4 1.2 26 60 1.15 15° 5,020
HS2RB014-6 RO.7 14 4 14 6 50 1.35 15° 4160 @
NEXT PAGE »
e 488 TUN-FUE AR BEAR @ 43774b &% TINIIUL ATULAE F4Y
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
O | e | e [ e | e | | | | o ] | |

110



NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRB i

R<3 R>3 R—JU BALLNOSE
6 R R AlCr | t7 &l
e -base | 5t 1 -

CARBIDE, 2 FLUTE BALL NOSE

BE 2P OVITRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force  p Jai R — ) AR & BT T, ISR SR S NTHEERE
decreased, and so wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to FEs FTRA — + 5 TS
HRC55 which are used for molds & dies. b SRSSTLA UAEHENSHRCS ETOTY /N~
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BA{i(mm) Unit: mm
RIE R—IVER| AR | vV I8E AR BTR 2R BE |T-N—#B TR |[EER
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB014-8 RO.7 1.4 4 14 8 50 135 15° 4,160
HS2RB014-10 RO.7 1.4 4 14 10 50 135 15° 4160 @
HS2RB014-12 R0.7 1.4 4 14 12 50 135 15° 4,160
HS2RB014-16 R0.7 1.4 4 14 16 50 135 15° 4,160
HS2RB015-3 R0.75 1.5 4 15 3 50 1.45 15° 4,160
HS2RBO15-4 R0.75 1.5 4 15 4 50 1.45 15° 4160 @
HS2RB015-5 R0.75 1.5 4 15 5 50 145 15° 4,160
HS2RB015-6 R0.75 1.5 4 15 6 50 145 15° 4160 @
HS2RB015-7 R0.75 1.5 4 15 7 50 145 15° 4,160
HS2RB015-8 R0.75 1.5 4 1.5 8 50 1.45 15° 4160 @
HS2RB015-10 R0.75 1.5 4 1.5 10 50 1.45 15° 4160 @
HS2RB015-12 RO.75 1.5 4 1.5 12 50 1.45 15° 4160 @
HS2RB015-14 R0.75 1.5 4 1.5 14 50 1.45 15° 4160 @
HS2RB015-16 R0.75 1.5 4 1.5 16 50 1.45 15° 4160 @
HS2RB015-18 R0.75 1.5 4 1.5 18 50 145 15° 4,160
HS2RB015-20 R0.75 1.5 4 1.5 20 50 145 15° 4160 @
HS2RB015-22 R0.75 1.5 4 1.5 22 60 145 15° 4,300
HS2RB015-26 R0.75 1.5 4 1.5 26 60 1.45 15° 4,300
HS2RB015-30 R0.75 1.5 4 15 30 70 145 15° 4820 | @
HS2RB015-35 R0.75 1.5 4 15 35 70 1.45 15° 5,160
NEXT PAGE »
e 288 JUN-tU 1#AR BHRAE @ 95774+ &% TIWIZOL AFULAE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
© | e | e | e | @ | | | | o ] | |

111



NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |H52RB zu-2

SERIES

R<3 R>3 - R—JU BALLNOSE
30° ;;EE -base | 5% 1T [SENPI

CARBIDE, 2 FLUTE BALL NOSE

BE 2RI OAVIRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRE ) & TRESEEME A R4E,
» Due to unique ball nose geometry and cutting edges, cutting force g Jis R — ) St SRR S R T GINBE SR S NTREERE
decreased, and so wear resistance increased. MEAELL B

» Excellent performance when cutting pre-hardened steels, up to P BRI LA A AIEREENBHRCSS £TO T \— R4
HRC55 which are used for molds & dies. @%HUT@*LT:’E@E%%%
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B {T7(mm) Unit : mm
_ K@ TE [vrvo@| e | ETE | ok | BE [7o/—¥El EE |[EE8
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB015-40 R0.75 1.5 4 15 40 80 145 15° 5,500
HS2RB016-4 R0.8 1.6 4 1.6 4 50 1.55 15° 4160 @
HS2RB016-6 R0.8 1.6 4 1.6 6 50 1.55 15° 4,160
HS2RB016-8 R0.8 1.6 4 1.6 8 50 1.55 15° 4160 @
HS2RB016-10 R0.8 1.6 4 16 10 50 1.55 15° 4,160
HS2RB016-12 R0.8 1.6 4 16 12 50 1.55 15° 4,160
HS2RB016-16 R0.8 1.6 4 16 16 50 1.55 15° 4160 | @
HS2RB016-20 R0.8 1.6 4 16 20 50 155 15° 4,160
HS2RB018-4 R0.9 1.8 4 18 4 50 175 15° 4160 | @
HS2RB018-6 R0.9 1.8 4 1.8 6 50 1.75 15° 4,160
HS2RB018-8 R0.9 1.8 4 1.8 8 50 1.75 15° 4160 | @
HS2RB018-10 R0.9 1.8 4 1.8 10 50 1.75 15° 4,160
HS2RB018-12 R0.9 1.8 4 1.8 12 50 1.75 15° 4,160
HS2RB018-16 R0.9 1.8 4 1.8 16 50 1.75 15° 4160 @
HS2RB018-20 R0.9 1.8 4 1.8 20 50 1.75 15° 4,160
HS2RB020-4 R1.0 2.0 4 2 4 50 1.95 15° 4160 @
HS2RB020-6 R1.0 2.0 4 2 50 1.95 15° 4160 | @
HS2RB020-8 R1.0 2.0 4 2 8 50 1.95 15° 4160 @
HS2RB020-10 R1.0 2.0 4 2 10 50 1.95 15° 4160 | @
HS2RB020-12 R1.0 2.0 4 2 12 50 1.95 15° 4160 @
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRB i

R<3 R>3 R—JU BALLNOSE
6 R R AlCr | t7 &l
e -base | 5t 1 -

CARBIDE, 2 FLUTE BALL NOSE

BE 2P OVITRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force  p Jai R — ) AR & BT T, ISR SR S NTHEERE
decreased, and so wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to FEs FTRA — + 5 TS
HRC55 which are used for molds & dies. b SRSSTLA UAEHENSHRCS ETOTY /N~

DY TEN R FIE,
R .
ﬁ DZI Q:I:Dm/i;
L2 Lsalli*

BA{i(mm) Unit: mm
RIE R—IVER| AR | vV I8E AR BTR 2R BE |T-N—#B TR |[EER
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB020-14 R1.0 2.0 4 2 14 50 1.95 15° 4160 @
HS2RB020-16 R1.0 2.0 4 2 16 50 1.95 15° 4160 @
HS2RB020-18 R1.0 2.0 4 2 18 50 1.95 15° 4160 @
HS2RB020-20 R1.0 2.0 4 2 20 50 1.95 15° 4160 @
HS2RB020-22 R1.0 2.0 4 2 22 60 195 15° 4300 | @
HS2RB020-26 R1.0 2.0 4 2 26 60 1.95 15° 4300 @
HS2RB020-30 R1.0 2.0 4 2 30 70 195 15° 4820 | @
HS2RB020-35 R1.0 2.0 4 2 35 70 1.95 15° 4820 @
HS2RB020-40 R1.0 2.0 4 2 40 80 1.95 15° 5,320
HS2RB020-45 R1.0 2.0 4 2 45 90 1.95 15° 5840 @
HS2RB020-50 R1.0 2.0 4 2 50 100 1.95 15° 6,180
HS2RB020-60 R1.0 2.0 4 2 60 110 1.95 15° 6,690
HS2RB025-8 R1.25 25 4 25 8 50 24 15° 4,160
HS2RB025-10 R1.25 25 4 25 10 50 24 15° 4160 @
HS2RB025-12 R1.25 25 4 25 12 50 24 15° 4,160
HS2RB025-16 R1.25 2.5 4 25 16 50 24 15° 4,160
HS2RB025-20 R1.25 2.5 4 25 20 50 24 15° 4160 @
HS2RB025-22 R1.25 2.5 4 25 22 60 24 15° 4,300
HS2RB025-26 R1.25 25 4 25 26 60 24 15° 4,470
HS2RB025-30 R1.25 2.5 4 25 30 70 24 15° 4,820
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |H52RB -z

R<3 R>3 - R—JU BALLNOSE
30° ;;EE -base | 5% 1T [SENPI

CARBIDE, 2 FLUTE BALL NOSE

BE 2RI OAVIRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRE ) & TRESEEME A R4E,
» Due to unique ball nose geometry and cutting edges, cutting force g Jis R — ) St SRR S R T GINBE SR S NTREERE
decreased, and so wear resistance increased. MEAELL B

» Excellent performance when cutting pre-hardened steels, up to P BRI LA A AIEREENBHRCSS £TO T \— R4
HRC55 which are used for molds & dies. @%HUT@*LT:’E@E%%%
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e+ 1 5
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B {T7(mm) Unit : mm
_ K@ TE [vrvo@| e | ETE | ok | BE [7o/—¥El EE |[EE8
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB025-35 R1.25 25 4 25 35 70 24 15° 4820 @
HS2RB025-40 R1.25 25 4 25 40 80 24 15° 5,320

HS2RB025-45 R1.25 25 4 25 45 920 24 15° 5,840

HS2RB025-50 R1.25 25 4 25 50 100 24 15° 6,180

HS2RB030-6 R1.5 3.0 6 3 6 50 2.85 15° 4710 | @
HS2RB030-8 R1.5 3.0 6 3 8 50 285 15° 4710 @
HS2RB030-10 R1.5 3.0 6 3 10 50 285 15° 4710 | @
HS2RB030-12 R1.5 3.0 6 3 12 50 285 15° 4710 | @
HS2RB030-14 R1.5 3.0 6 3 14 60 2.85 15° 4830 @
HS2RB030-16 R1.5 3.0 6 3 16 60 2.85 15° 4830 @
HS2RB030-18 R1.5 3.0 6 3 18 60 2.85 15° 4830 @
HS2RB030-20 R1.5 3.0 6 3 20 60 2.85 15° 4830 @
HS2RB030-22 R1.5 3.0 6 3 22 65 2.85 15° 4920 @
HS2RB030-26 R1.5 3.0 6 3 26 65 2.85 15° 4920 @
HS2RB030-30 R1.5 3.0 6 3 30 70 2.85 15° 5740 | @
HS2RB030-35 R1.5 3.0 6 3 35 70 2.85 15° 5740 | @
HS2RB030-40 R1.5 3.0 6 3 40 80 2.85 15° 6430 @
HS2RB030-45 R1.5 3.0 6 3 45 920 2.85 15° 6,970

HS2RB030-50 R1.5 3.0 6 3 50 100 2.85 15° 7,690

HS2RB030-60 R1.5 3.0 6 3 60 100 2.85 15° 8,050
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRB i

R<3 R>3 R—JU BALLNOSE
6 R R AlCr | t7 &l
e -base | 5t 1 -

CARBIDE, 2 FLUTE BALL NOSE

BE 2P OVITRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force  p Jai R — ) AR & BT T, ISR SR S NTHEERE
decreased, and so wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to FEs FTRA — + 5 TS
HRC55 which are used for molds & dies. b SRSSTLA UAEHENSHRCS ETOTY /N~

DY TEN R FIE,
R .
ﬁ DZI Q:I:Dm/i;
L2 Lsalli*

BA{i(mm) Unit: mm
RIE R—IVER| AR | vV I8E AR BTR 2R BE |T-N—#B TR |[EER
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB040-8 R2.0 4.0 6 4 8 50 3.85 15° 4710 @
HS2RB040-10 R2.0 4.0 6 4 10 50 3.85 15° 4710 @
HS2RB040-12 R2.0 4.0 6 4 12 50 3.85 15° 4710 @
HS2RB040-14 R2.0 4.0 6 4 14 60 3.85 15° 4830 @
HS2RB040-16 R2.0 4.0 6 4 16 60 3.85 15° 4830 | @
HS2RB040-18 R2.0 4.0 6 4 18 60 385 15° 4830 @
HS2RB040-20 R2.0 4.0 6 4 20 60 3.85 15° 4830 | @
HS2RB040-22 R2.0 4.0 6 4 22 65 3.85 15° 4920 @
HS2RB040-26 R2.0 4.0 6 4 26 65 3.85 15° 4920 @
HS2RB040-30 R2.0 4.0 6 4 30 70 3.85 15° 5740 @
HS2RB040-35 R2.0 4.0 6 4 35 70 3.85 15° 5,740

HS2RB040-40 R2.0 4.0 6 4 40 80 3.85 15° 6,430

HS2RB040-45 R2.0 4.0 6 4 45 90 3.85 15° 6,970

HS2RB040-50 R2.0 4.0 6 4 50 100 3.85 15° 7,690

HS2RB040-55 R2.0 4.0 6 4 55 100 3.85 15° 8050 @
HS2RB040-60 R2.0 4.0 6 4 60 100 3.85 15° 8,050

HS2RB050-15 R2.5 5.0 6 6 15 60 4.85 15° 4830 @
HS2RB050-20 R2.5 5.0 6 6 20 60 4.85 15° 4830 @
HS2RB050-26 R2.5 5.0 6 6 26 65 4.85 15° 4,920

HS2RB050-30 R2.5 5.0 6 6 30 70 4.85 15° 5740 @
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KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |H52RB zu-2

SERIES

R<3 R>3 - R—JU BALLNOSE
30° ;;EE -base | 5% 1T [SENPI

CARBIDE, 2 FLUTE BALL NOSE

BE 2RI OAVIRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRE ) & TRESEEME A R4E,
» Due to unique ball nose geometry and cutting edges, cutting force g Jis R — ) St SRR S R T GINBE SR S NTREERE
decreased, and so wear resistance increased. MEAELL B

» Excellent performance when cutting pre-hardened steels, up to P BRI LA A AIEREENBHRCSS £TO T \— R4
HRC55 which are used for molds & dies. @%HUT@*LT:’E@E%%%

/R

ST
e+ 1 5

Ls

*%j

L2

B {T7(mm) Unit : mm
_ K@ TE [vrvo@| e | ETE | ok | BE [7o/—¥El EE |[EE8
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB050-35 R2.5 5.0 6 6 35 70 4.85 15° 5,740
HS2RB050-40 R2.5 5.0 6 6 40 80 4.85 15° 6,430
HS2RB050-45 R2.5 5.0 6 6 45 920 4.85 15° 6,970
HS2RB050-50 R2.5 5.0 6 6 50 100 4.85 15° 769 @
HS2RB050-55 R2.5 5.0 6 6 55 100 485 15° 8,050
HS2RB050-60 R2.5 5.0 6 6 60 100 485 15° 8,050
HS2RB060-20 R3.0 6.0 6 8 20 60 5.85 15° 4830 @
HS2RB060-30-60 R3.0 6.0 6 8 30 60 585 15° 4830 @
HS2RB060-20-90 R3.0 6.0 6 12 20 90 5.85 15° 5540 | @
HS2RB060-30-90 R3.0 6.0 6 12 30 90 5.85 15° 5910 | @
HS2RB080-25-70 R4.0 8.0 8 10 25 70 7.7 45° 9340 | @
HS2RB080-35-70 R4.0 8.0 8 10 35 70 7.7 45° 9340 | @
HS2RB080-25-100 R4.0 8.0 8 14 25 100 7.7 45° 10,360
HS2RB080-35-100 R4.0 8.0 8 14 35 100 7.7 45° 10,360
HS2RB100-30-75 R5.0 10.0 10 12 30 75 9.7 45° 12,140 | @
HS2RB100-40-75 R5.0 10.0 10 12 40 75 9.7 45° 12140 @
HS2RB100-30-100 R5.0 10.0 10 18 30 100 9.7 45° 13,280
HS2RB100-40-100 R5.0 10.0 10 18 40 100 9.7 45° 13280 @
HS2RB120-32-80 R6.0 12.0 12 14 32 80 1.7 45° 16,360 @
HS2RB120-45-80 R6.0 12.0 12 14 45 80 1.7 45° 16,360
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL .

for Pre-Hardened Steels |HSZRBSER.Es

R<3 R>3 R—JU BALLNOSE
6 R R AlCr | t7 &l
e -base | 5t 1 -

CARBIDE, 2 FLUTE BALL NOSE

BE 2P OVITRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force  p Jai R — ) AR & BT T, ISR SR S NTHEERE
decreased, and so wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to

HRC55 which are used for molds & dies. P SRBLUSA REHENBDHRCSS ETOTY /N~ K/
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DY TEN R FIE,
R .
ﬁ DZI Q:I:Dm/i;
L2 Lsalli*

BA{i(mm) Unit: mm
RIE R—IVER| AR | vV I8E AR BTR 2R BE |T-N—#B TR |[EER
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB120-32-110 R6.0 12.0 12 22 32 110 1.7 45° 18,170
HS2RB120-45-110 R6.0 12.0 12 22 45 110 1.7 45° 18170 @
HS2RB0056-1 R0.25 0.5 6 0.5 1 45 0.45 10°/20° 5,160
HS2RB0056-2 R0.25 0.5 6 0.5 2 45 0.45 10°/20° 5,160
HS2RB0056-4 R0.25 0.5 6 05 4 45 045 10°/20° 5160 @
HS2RB0066-1 RO.3 0.6 6 0.6 1 45 0.55 10°/20° 5,160
HS2RB0066-2 RO.3 0.6 6 0.6 2 45 0.55 10°/20° 5,160
HS2RB0066-3 RO.3 0.6 6 0.6 3 45 0.55 10°/20° 5,160
HS2RB0066-4 RO.3 0.6 6 0.6 4 45 0.55 10°/20° 5160 | @
HS2RB0066-5 RO.3 0.6 6 0.6 5 45 0.55 10°/20° 5,160
HS2RB0066-6 RO.3 0.6 6 0.6 6 45 0.55 10°/20° 5160 | @
HS2RB0066-8 RO.3 0.6 6 0.6 8 45 0.55 10°/20° 5160 @
HS2RB0066-10 RO.3 0.6 6 0.6 10 45 0.55 10°/20° 5160 | @
HS2RB0066-12 RO.3 0.6 6 0.6 12 45 0.55 10°/20° 5,160
HS2RB0066-14 RO.3 0.6 6 0.6 14 45 0.55 10°/20° 5,840
HS2RB0066-16 RO.3 0.6 6 0.6 16 45 0.55 10°/20° 5,840
HS2RB0086-1 RO.4 0.8 6 0.8 1 45 0.75 10°/20° 5160 @
HS2RB0086-2 RO.4 0.8 6 0.8 2 45 0.75 10°/20° 5,160
HS2RB0086-3 RO.4 0.8 6 0.8 3 45 0.75 10°/20° 5,160
HS2RB0086-4 RO.4 0.8 6 0.8 4 45 0.75 10°/20° 5,160
NEXT PAGE »
e 288 JUN-tU 1#AR BHRAE @ 95774+ &% TIWIZOL AFULAE FAY
Seas MoySteds TGN Hardenea steets "GN Copper  Graphite Castlron  Aluminum  San'e®  Titanium
© | e | e | e | @ | | | | o ] | |

117



N
<
/lm
%
Sm
=52
[ -}
=z
A
g
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SERIES

R<3 R>3 - R—JU BALLNOSE
30° ;;EE -base | 5% 1T [SENPI

CARBIDE, 2 FLUTE BALL NOSE

BE 2RI OAVIRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRE ) & TRESEEME A R4E,
» Due to unique ball nose geometry and cutting edges, cutting force g Jis R — ) St SRR S R T GINBE SR S NTREERE
decreased, and so wear resistance increased. MEAELL B

» Excellent performance when cutting pre-hardened steels, up to P BRI LA A AIEREENBHRCSS £TO T \— R4
HRC55 which are used for molds & dies. @%HUT@*LT:’E@E%%%

/R

ST
e+ 1 5

Ls

*%j

L2

B {T7(mm) Unit : mm
_ K@ TE [vrvo@| e | ETE | ok | BE [7o/—¥El EE |[EE8
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB0086-5 R0.4 0.8 6 0.8 5 45 0.75 10°/20° 5160 | @
HS2RB0086-6 R0.4 0.8 6 0.8 6 45 0.75 10°/20° 5,160
HS2RB0086-8 R0.4 0.8 6 0.8 8 45 0.75 10°/20° 5160 | @
HS2RB0086-10 R0.4 0.8 6 0.8 10 45 0.75 10°/20° 5,160
HS2RB0086-12 RO.4 0.8 6 0.8 12 45 0.75 10%20° 5,160
HS2RB0086-14 RO.4 0.8 6 0.8 14 45 0.75 10%/20° 5,160
HS2RB0086-16 RO.4 0.8 6 0.8 16 45 0.75 10%/20° 5,840
HS2RB0086-20 RO.4 0.8 6 0.8 20 45 0.75 10%20° 5840 @
HS2RB0106-2 RO.5 1.0 6 1 2 50 0.95 10%20° 4,490
HS2RB0106-3 RO.5 1.0 6 1 3 50 0.95 10°/20° 4490 @
HS2RB0106-4 RO.5 1.0 6 1 4 50 0.95 10°/20° 4,490
HS2RB0106-5 RO.5 1.0 6 1 5 50 0.95 10°/20° 4490 @
HS2RB0106-6 RO.5 1.0 6 1 6 50 0.95 10°/20° 4490 @
HS2RB0106-7 RO.5 1.0 6 1 7 50 0.95 10°/20° 4490 @
HS2RB0106-8 RO.5 1.0 6 1 8 50 0.95 10°/20° 4490 @
HS2RB0106-9 RO.5 1.0 6 1 9 50 0.95 10°/20° 4,490
HS2RB0106-10 RO.5 1.0 6 1 10 50 0.95 10°/20° 4490 @
HS2RB0106-12 RO.5 1.0 6 1 12 50 0.95 10°/20° 4490 @
HS2RB0106-14 RO.5 1.0 6 1 14 50 0.95 10°/20° 4,490
HS2RB0106-16 RO.5 1.0 6 1 16 50 0.95 10°/20° 4490 @
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRB i

R<3 R>3 R—JU BALLNOSE
6 R R AlCr | t7 &l
e -base | 5t 1 -

CARBIDE, 2 FLUTE BALL NOSE

BE 2P OVITRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Due to unique ball nose geometry and cutting edges, cutting force  p Jai R — ) AR & BT T, ISR SR S NTHEERE
decreased, and so wear resistance increased. MARELL, B

» Excellent performance when cutting pre-hardened steels, up to FEs FTRA — + 5 TS
HRC55 which are used for molds & dies. b SRSSTLA UAEHENSHRCS ETOTY /N~
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L2 Lsalli*

BA{i(mm) Unit: mm
RIE R—IVER| AR | vV I8E AR BTR 2R BE |T-N—#B TR |[EER
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB0106-18 RO.5 1.0 6 1 18 50 0.95 10°/20° 4,490
HS2RB0106-20 RO.5 1.0 6 1 20 50 0.95 10°/20° 4,490
HS2RB0106-22 RO.5 1.0 6 1 22 60 0.95 10°/20° 4,710
HS2RB0106-26 RO.5 1.0 6 1 26 60 0.95 10°/20° 4710 @
HS2RB0106-30 RO.5 1.0 6 1 30 70 0.95 10°/20° 4,710
HS2RB0156-3 R0.75 1.5 6 15 3 50 1.45 15° 4,710
HS2RB0156-4 R0.75 1.5 6 15 4 50 145 15° 4,710
HS2RB0156-6 R0.75 1.5 6 15 6 50 145 15° 4,710
HS2RB0156-8 R0.75 1.5 6 15 8 50 145 15° 4710 | @
HS2RB0156-10 R0.75 1.5 6 1.5 10 50 145 15° 4710 @
HS2RB0156-12 | RO0.75 1.5 6 15 12 50 145 15° 4710 @
HS2RB0156-14 RO.75 1.5 6 1.5 14 50 145 15° 4,710
HS2RB0156-16 R0.75 1.5 6 1.5 16 50 145 15° 4,710
HS2RB0156-18 R0.75 1.5 6 1.5 18 50 1.45 15° 4710 @
HS2RB0156-20 R0.75 1.5 6 1.5 20 50 145 15° 4,710
HS2RB0156-22 R0.75 1.5 6 1.5 22 60 145 15° 4710 @
HS2RB0156-26 R0.75 1.5 6 1.5 26 60 145 15° 4,710
HS2RB0156-30 R0.75 1.5 6 1.5 30 70 1.45 15° 4710 @
HS2RB0156-35 | R0.75 1.5 6 15 35 70 145 15° 4,710
HS2RB0156-40 | R0.75 1.5 6 15 40 80 1.45 15° 4,710
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CARBIDE, 2 FLUTE BALL NOSE

BE 2RI OAVIRYIR—=IVIVFIIL

» Due to new coating and new tool geometry, outstanding cutting

ability and wear resistance.

» Due to unique ball nose geometry and cutting edges, cutting force

decreased, and so wear resistance increased.

» Excellent performance when cutting pre-hardened steels, up to

HRC55 which are used for molds & dies.

e+

R—) b BALLNOSE

PFHLWIA—T 1 Y IBLUFILLY —ILRIC LY Bhc

YIHIRES) S TEREM: Z 38,

P SR — ) USRIRIAR S BRI T IR ISR S MR

MHYEL,

P SEBLVA A RIEAENBHRCS FTOTU/N— R/

DYIRITEN R Z S8,

/R

o]

R

s

L1
Ls

*

L2

B{¥7(mm) Unit: mm

- F-VEE| IE |vevoE| WR | EFR | 2k B8R |7-/\-¥m| =@ |
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter | TaperAngle | Unit Price (JPY)| STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RB0206-4 R1.0 2.0 6 2 4 50 1.95 15° 4710 | @
HS2RB0206-6 R1.0 2.0 6 2 50 1.95 15° 4,710
HS2RB0206-8 R1.0 2.0 6 2 8 50 1.95 15° 4710 | @
HS2RB0206-10 R1.0 2.0 6 2 10 50 1.95 15° 4710 @
HS2RB0206-12 R1.0 2.0 6 2 12 50 1.95 15° 4710 @
HS2RB0206-14 R1.0 2.0 6 2 14 50 1.95 15° 4,710
HS2RB0206-16 R1.0 2.0 6 2 16 50 1.95 15° 4710 | @
HS2RB0206-18 R1.0 2.0 6 2 18 50 1.95 15° 4710 @
HS2RB0206-20 R1.0 2.0 6 2 20 50 1.95 15° 4,710
HS2RB0206-22 R1.0 2.0 6 2 22 60 1.95 15° 4710 @
HS2RB0206-26 R1.0 2.0 6 2 26 60 1.95 15° 4,830
HS2RB0206-30 R1.0 2.0 6 2 30 70 1.95 15° 5200 @
HS2RB0206-35 R1.0 2.0 6 2 35 70 1.95 15° 5,200
HS2RB0206-40 R1.0 2.0 6 2 40 80 1.95 15° 5740 | @
HS2RB0206-45 R1.0 2.0 6 2 45 90 1.95 15° 6,240
HS2RB0206-50 R1.0 2.0 6 2 50 100 1.95 15° 6,620
R—IV¥E R—IVRE ARRE Iy IRRE
Radius of Ball Nose | Radius Tolerance (mm) | Mill Dia. Tolerance (mm) | Shank Dia. Tolerance
<R3 +0.005 0~-0.012 h6
>R3 +0.010 0~-0.015
s A% TUN-FUE AR BIRAS . 47774b &% TIWIZUL ATVLAE FEY
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
O | e | e | e | e | | | | o | | |

120



NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS3TB i

R<3 R>3 " R—JU BALLNOSE
4 R R AlCr | t7 &l
45° -base | 5 #+ .

CARBIDE, 3 FLUTE TAPER BALL

BE3MH F—IN—KR—=IV TV FIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIHIBES & THEEREME & 348, @

» Due to unique ball nose geometry and cutting edges, cutting force P JiiE R — ) VAR & EH T YIRS SN EEEE = Q
decreased, and wear resistance increased. PEANELE o f
» Designed to 5 Axis endmill makes the impossible possible to D SEITRICRE N, TR FARER DU R SRR -8 AT E f%
achieve cutting small and narrow area due to unique tapered ball i ﬁfﬁ?‘j_— Ao al % J|_
nose and edge geometry. REICT SIRET —/\ =R » -
R

/R s o L1 R |
—_— Tri=eo o
Ls
Lo

BA{i(mm) Unit: mm
WE R—VEE( IR | vevoE| IR BTE 2R |FoN\—FEl  Ef R
Radius of Ball Nose| Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L3 L2

HS3TB010 RO.5 1.0 6 25 26 75 6°/4° 9,830 (]
HS3TB010-L RO.5 1.0 8 25 37 105 6°/4° 16,400 o
HS3TB020 R1.0 2.0 6 5 22 75 6°/4° 9,830 o
HS3TB020-8 R1.0 2.0 8 5 33 85 6°/4° 14,960 o
HS3TB020-L R1.0 2.0 10 5 45 115 6°/4° 23,610 o
HS3TB030 R1.5 3.0 10 7.5 38 95 6°/4° 20,920 o
HS3TB030-L R1.5 3.0 12 7.5 49 130 6°/4° 39,530 o
HS3TB040 R2.0 4.0 12 10 45 110 6°/4° 33,050
HS3TB040-L R2.0 4.0 16 10 66 160 6°/4° 75,570
HS3TB060 R3.0 6.0 16 15 57 130 6°/4° 66,440
HS3TB060-L R3.0 6.0 20 15 77 185 6°/4° 135,270
A=)V R=)VnE HERE PAPAL:IN-S
Radius of Ball Nose Radius Tolerance (mm) Mill Dia. Tolerance (mm) Shank Dia. Tolerance
<R3 +0.005 0~-0.012 h6
>R3 +0.010 0~-0.015
RRE &l TUN-IUE IEASR BIEAR @ J3774b &% TIMIZOL ZTULRE FAY
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZCR""‘7‘

SERIES

D<6 D>

6
% J AlCr | 7] &l O—F—S 77 A CORVERRADUS
30° | z0.010] £0.015 -base | 5 1 [

CARBIDE, 2 FLUTE CORNER RADIUS

B 2P A—F—5VT7RIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. FTOMMEIEO TMIcEh 2

» Available short, regular and long shank end mills.
» Available various corner radius end mills, from 0.02 mm to 5.0mm
corner radius.

Pa—bt LFas— QVIRVIRLTHSA VT VT,
P 002mm ~50mmE COETEEE R I—F—F V7 AT

N
<
/lm
%
Sm
=52
[ -}
=z
A
g

s s s S R Do (T W&m
| ’ —

B {T7(mm) Unit : mm
A 1137 T HE DAL &R 2R T—IN—%F FE EER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR002-0.02 R0.02 0.2 4 04 40 10°/20° 7,170
HS2CR002-0.05 R0.05 0.2 4 04 40 10°/20° 7,170 ()
HS2CR003-0.02 R0.02 0.3 4 0.6 40 10°/20° 6,220
HS2CR003-0.05 R0.05 0.3 4 0.6 40 10%20° 6220 @
HS2CR004-0.05 R0.05 0.4 4 0.8 40 10%/20° 6,220
HS2CR004-0.1 RO.1 0.4 4 08 40 10%/20° 6220 @
HS2CR005-0.05 R0.05 0.5 4 1 40 10%/20° 5080 | @
HS2CR005-0.1 RO.1 0.5 4 1 40 10°/20° 5,080
HS2CR006-0.05 R0.05 0.6 4 1.2 40 10°/20° 5,080 (]
HS2CR006-0.1 RO.1 0.6 4 1.2 40 10°/20° 5,080
HS2CR006-0.2 RO.2 0.6 4 1.2 40 10°/20° 5,080 {
HS2CR007-0.05 R0.05 0.7 4 14 40 10°/20° 5,080
HS2CR007-0.1 RO.1 0.7 4 14 40 10°/20° 5,080
HS2CR007-0.2 RO.2 0.7 4 14 40 10°/20° 5,080 ( ]
HS2CR008-0.05 R0.05 0.8 4 1.6 40 10°/20° 5,080 ( ]
HS2CR008-0.1 RO.1 0.8 4 1.6 40 10°/20° 5,080
HS2CR008-0.2 RO.2 0.8 4 1.6 40 10°/20° 5,080
HS2CR009-0.05 R0.05 0.9 4 1.8 40 10°/20° 5,080 ( }
HS2CR009-0.1 RO.1 0.9 4 1.8 40 10°/20° 5,080
HS2CR010-0.05 R0.05 1.0 6 25 50 10°/20° 480 @
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZCR U=%

SERIES

D<6 D>

6
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | x0.010] 0015 -base | 5% 1+ [y

CARBIDE, 2 FLUTE CORNER RADIUS

g 2MH—F—5IT7AIVFII

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWY—ILAARICKY . Bh

ability and wear resistance. YIHIRE ) & THEEFE M % 48, @

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN— KRR RESR. 2RB K04 1 ZEE2H. HRCSS = Q
of molds and dies, up to HRC55 and machine parts. ) R 0 B [ fE
» Available short, regular and long shank end mills. > ig_%mf;;l ;JEJ LES’?; W BRALTESAFv T & %
» Available various corner radius end mills, from 0.02 mm to 5.0mm N ) . — . _ ° % o
comer radius P 002mm ~ 50mmE COETE L EHxI—F—F V7 RITHIS. al
=

N

[ S A NS R oo (T W/i"
| 3 —

Bi{i7(mm) Unit : mm
AE -7 TA HE DAL IR 2R T—IN—%f Ef ZER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR010-0.1 RO.1 1.0 6 25 50 10°/20° 4,820 ( ]
HS2CR010-0.2 RO.2 1.0 6 25 50 10°/20° 4,820 ( }
HS2CR010-0.3 RO.3 1.0 6 25 50 10°/20° 4,820 ( }
HS2CR012-0.05 R0.05 1.2 6 3 50 15° 4,820
HS2CR012-0.1 RO.1 1.2 6 3 50 15° 4,820
HS2CR012-0.2 R0.2 1.2 6 3 50 15° 4820 @
HS2CR012-0.3 RO.3 1.2 6 3 50 15° 4820 @
HS2CR015-0.05 R0.05 1.5 6 4 50 15° 4,820
HS2CR015-0.1 RO.1 1.5 6 4 50 15° 4,820 [ }
HS2CR015-0.2 RO.2 1.5 6 4 50 15° 4,820 [ )
HS2CR015-0.3 RO.3 1.5 6 4 50 15° 4,820 ()
HS2CR015-0.5 RO.5 1.5 6 4 50 15° 4,820
HS2CR020-0.1 RO.1 2.0 6 6 50 15° 4,820 [ )
HS2CR020-0.2 RO.2 2.0 6 6 50 15° 4,820 o
HS2CR020-0.3 RO.3 2.0 6 6 50 15° 4,820 ( ]
HS2CR020-0.5 RO.5 2.0 6 6 50 15° 4,820 ( ]
HS2CR025-0.1 RO.1 25 6 7 60 15° 4,970 ( }
HS2CR025-0.2 RO.2 25 6 7 60 15° 4,970 ( }
HS2CR025-0.3 R0.3 25 6 7 60 15° 4970 | @
HS2CR025-0.5 RO.5 25 6 7 60 15° 4,970
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ZIN—FVHRABETIY RV

NEW.
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZCR;’E';;§

D<6 D>

6
% J AlCr | 7] &l O—F—S 77 A CORVERRADUS
30° | z0.010] £0.015 -base | 5 1 [

CARBIDE, 2 FLUTE CORNER RADIUS

B 2P A—F—5VT7RIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRES ) & THEEEE M & 548,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

» Available short, regular and long shank end mills.
» Available various corner radius end mills, from 0.02 mm to 5.0mm
corner radius.

Pa—bt LFas— QVIRVIRLTHSA VT VT,
P 002mm ~50mmE COETEEE R I—F—F V7 AT

N
<
/lm
%
Sm
=52
[ -}
=z
A
g

s s s S R Do (T W&m
| ’ —

B {T7(mm) Unit : mm
A 1137 T HE DAL &R 2R T—IN—%F FE EER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR030-0.1 RO.1 3.0 6 8 60 15° 4,970 ()
HS2CR030-0.2 R0.2 3.0 6 8 60 15° 4,970 ()
HS2CR030-0.3 R0.3 3.0 6 8 60 15° 4,970 [ )
HS2CR030-0.5 R0.5 3.0 6 8 60 15° 4970 @
HS2CR030-1 R1.0 3.0 6 8 60 15° 4970 @
HS2CR035-0.1 RO.1 3.5 6 10 70 15° 5,200
HS2CR035-0.2 R0.2 3.5 6 10 70 15° 5,200
HS2CR035-0.3 RO.3 3.5 6 10 70 15° 5,200
HS2CR035-0.5 RO.5 3.5 6 10 70 15° 5,200 ( }
HS2CR040-0.1-70 RO.1 4.0 4 10 70 - 5,080
HS2CR040-0.1-100 RO.1 4.0 4 10 100 - 5,840
HS2CR040-0.2-70 RO.2 4.0 4 10 70 - 5,080
HS2CR040-0.2-100 RO.2 4.0 4 10 100 - 5,840 [ }
HS2CR040-0.3-70 RO.3 4.0 4 10 70 - 5,080
HS2CR040-0.3-100 RO.3 4.0 4 10 100 - 5,840
HS2CR0404-0.5-70 RO.5 4.0 4 10 70 - 5,080 ( ]
HS2CR0404-0.5-100 RO.5 4.0 4 10 100 - 5,840
HS2CR040-1-70 R1.0 4.0 4 10 70 - 5,080
HS2CR040-1-100 R1.0 4.0 4 10 100 - 5,840
HS2CR0406-0.1-70 RO.1 4.0 6 10 70 15° 5200 @
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZCR;’Q§.}§

D<6 D>

6
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | x0.010] 0015 -base | 5% 1+ [y

CARBIDE, 2 FLUTE CORNER RADIUS

g 2MH—F—5IT7AIVFII

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWY—ILAARICKY . Bh

ability and wear resistance. YIYIRE ) & THEEEEM: & 348,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S A ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» Available short, regular and long shank end mills.
» Available various corner radius end mills, from 0.02 mm to 5.0mm
corner radius.

Pa—b LF¥ac— AVIRVIRLTESAVF VT,
P 002mm~50mmE CDEETEHI—F—F V7 AITH it

)

4
s
o=
WA
N
(7
=
N

[ S A NS R oo (T W/i"
| 3 —

Bi{i7(mm) Unit : mm
AE -7 TA HE DAL IR 2R T—IN—%f Ef ZER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR0406-0.2-70 RO.2 4.0 6 10 70 15° 5,200 ( ]
HS2CR0406-0.3-70 RO.3 4.0 6 10 70 15° 5,200 ( }
HS2CR040-0.5 RO.5 4.0 6 10 70 15° 5,200 ( }
HS2CR0406-1-70 R1.0 4.0 6 10 70 15° 5200 @
HS2CR045-0.1 RO.1 45 6 1 80 15° 5,360
HS2CR045-0.2 R0.2 45 6 1 80 15° 5360 @
HS2CR045-0.3 RO.3 45 6 1 80 15° 5,360
HS2CR045-0.5 RO.5 4.5 6 11 80 15° 5,360
HS2CR050-0.1 RO.1 5.0 6 13 920 15° 5,920
HS2CR050-0.2 RO.2 5.0 6 13 920 15° 5,920 [ )
HS2CR050-0.3 RO.3 5.0 6 13 90 15° 5,920 [ )
HS2CR050-0.5 RO.5 5.0 6 13 90 15° 5,920 ()
HS2CR050-1 R1.0 5.0 6 13 920 15° 5,920
HS2CR055-0.1 RO.1 5.5 6 13 90 15° 5,920
HS2CR055-0.2 RO.2 5.5 6 13 920 15° 5,920 o
HS2CR055-0.3 R0.3 55 6 13 920 15° 5,920
HS2CR055-0.5 RO.5 55 6 13 920 15° 5,920
HS2CRO055-1 R1.0 5.5 6 13 920 15° 5,920 ( ]
HS2CR060-0.1 RO.1 6.0 6 15 20 - 5,920
HS2CR060-0.2 R0.2 6.0 6 15 20 - 590 @
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZCR""‘7‘

SERIES

D<6 D>

6
% J AlCr | 7] &l O—F—S 77 A CORVERRADUS
30° | z0.010] £0.015 -base | 5 1 [

CARBIDE, 2 FLUTE CORNER RADIUS

B 2P A—F—5VT7RIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRES ) & THEEEE M & 548,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

» Available short, regular and long shank end mills.
» Available various corner radius end mills, from 0.02 mm to 5.0mm
corner radius.

Pa—bt LFas— QVIRVIRLTHSA VT VT,
P 002mm ~50mmE COETEEE R I—F—F V7 AT

s s s S R Do (T W&m
| ’ —

B {T7(mm) Unit : mm
A 1137 T HE DAL &R 2R T—IN—%F FE EER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR060-0.3-60 RO.3 6.0 6 15 60 - 4,970
HS2CR060-0.3-90 R0.3 6.0 6 15 90 - 5,920
HS2CR060-0.5-60 RO.5 6.0 6 15 60 - 4,970
HS2CR060-0.5 R0.5 6.0 6 15 20 - 5920 @
HS2CR060-0.5-110 R0.5 6.0 6 15 110 - 6690 @
HS2CR060-0.5-130 RO.5 6.0 6 15 130 - 7,210
HS2CR060-1-60 R1.0 6.0 6 15 60 - 4,970
HS2CR060-1 R1.0 6.0 6 15 90 = 5,920 ( )
HS2CR060-1-110 R1.0 6.0 6 15 110 = 6,690
HS2CR060-1-130 R1.0 6.0 6 15 130 - 7,210
HS2CR060-1.5 R1.5 6.0 6 15 90 - 5,920
HS2CR060-2 R2.0 6.0 6 15 90 - 5920 ( }
HS2CR070-0.1 RO.1 7.0 8 16 90 15° 8,610
HS2CR070-0.2 RO.2 7.0 8 16 90 15° 8,610 ( }
HS2CR070-0.3 RO.3 7.0 8 16 90 15° 8,610 [ }
HS2CR070-0.5 RO.5 7.0 8 16 90 15° 8,610 ( ]
HS2CR070-1 R1.0 7.0 8 16 90 15° 8,610 [ }
HS2CR070-2 R2.0 7.0 8 16 920 15° 8,610
HS2CR080-0.1 RO.1 8.0 8 20 100 - 8,990
HS2CR080-0.2 R0.2 8.0 8 20 100 - 8990 @
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZCR;’E'§.'E§

D<6 D>

6
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | x0.010] 0015 -base | 5% 1+ [y

CARBIDE, 2 FLUTE CORNER RADIUS

g 2MH—F—5IT7AIVFII

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWY—ILAARICKY . Bh

ability and wear resistance. YIHIRE ) & THEEFE M % 48, @

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN— KRR RESR. 2RB K04 1 ZEE2H. HRCSS = Q
of molds and dies, up to HRC55 and machine parts. ) R 0 B [ fE
» Available short, regular and long shank end mills. > ig_%mf;;l ;JEJ LES’?; W BRALTESAFv T & %
» Available various corner radius end mills, from 0.02 mm to 5.0mm N ) . — . _ ° % o
comer radius P 002mm ~ 50mmE COETE L EHxI—F—F V7 RITHIS. al
=

N

[ S A NS R oo (T W/i"
| 3 —

Bi{i7(mm) Unit : mm
AE -7 TA HE DAL IR 2R T—IN—%f Ef ZER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR080-0.3-70 RO.3 8.0 8 20 70 - 7,970 ( ]
HS2CR080-0.3-100 RO.3 8.0 8 20 100 - 8,990
HS2CR080-0.5-70 RO.5 8.0 8 20 70 - 7,970
HS2CR080-0.5 RO.5 8.0 8 20 100 - 8990 @
HS2CR080-0.5-120 RO.5 8.0 8 20 120 - 10,670
HS2CR080-0.5-150 RO.5 8.0 8 20 150 - 11990 @
HS2CR080-1-70 R1.0 8.0 8 20 70 - 7,970
HS2CR080-1 R1.0 8.0 8 20 100 = 8,990 [ J
HS2CR080-1-120 R1.0 8.0 8 20 120 ° 10,670
HS2CR080-1-150 R1.0 8.0 8 20 150 - 11,990
HS2CR080-1.5 R1.5 8.0 8 20 100 - 8,990
HS2CR080-2 R2.0 8.0 8 20 100 - 8,990 [ )
HS2CR080-2.5 R2.5 8.0 8 20 100 - 8,990
HS2CR080-3 R3.0 8.0 8 20 100 - 8,990 ()
HS2CR100-0.1 RO.1 10.0 10 25 100 - 11,570
HS2CR100-0.2 R0.2 10.0 10 25 100 - 11,570 o
HS2CR100-0.3-75 R0.3 10.0 10 25 75 - 10,500
HS2CR100-0.3-100 R0.3 10.0 10 25 100 - 11,570 ( ]
HS2CR100-0.5-75 RO.5 10.0 10 25 75 - 10,500
HS2CR100-0.5 R0.5 10.0 10 25 100 - 11,570
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ZIN—FVHRABETIY RV

NEW.
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZCR;’E';;§

D<6 D>

6
% J AlCr | 7] &l O—F—S 77 A CORVERRADUS
30° | z0.010] £0.015 -base | 5 1 [

CARBIDE, 2 FLUTE CORNER RADIUS

B 2P A—F—5VT7RIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIYIRES ) & THEEEE M & 548,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

» Available short, regular and long shank end mills.
» Available various corner radius end mills, from 0.02 mm to 5.0mm
corner radius.

Pa—bt LFas— QVIRVIRLTHSA VT VT,
P 002mm ~50mmE COETEEE R I—F—F V7 AT

N
<
/lm
%
Sm
=52
[ -}
=z
A
g

s s s S R Do (T W&m
| ’ —

B {T7(mm) Unit : mm
A 1137 T HE DAL &R 2R T—IN—%F FE EER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR100-0.5-130 RO.5 10.0 10 25 130 - 13,740
HS2CR100-0.5-150 RO.5 10.0 10 25 150 - 15,470
HS2CR100-1-75 R1.0 10.0 10 25 75 - 10,500 [ )
HS2CR100-1 R1.0 10.0 10 25 100 - 11570 | @
HS2CR100-1-130 R1.0 10.0 10 25 130 - 13,740
HS2CR100-1-150 R1.0 10.0 10 25 150 - 15,470
HS2CR100-1.5 R1.5 10.0 10 25 100 - 11,570
HS2CR100-2 R2.0 10.0 10 25 100 - 11570 | @
HS2CR100-2.5 R2.5 10.0 10 25 100 = 11,570
HS2CR100-3 R3.0 10.0 10 25 100 - 11,570 ( }
HS2CR100-4 R4.0 10.0 10 25 100 - 11,570 [ ]
HS2CR110-0.2 R0.2 11.0 12 25 110 15° 15940 | @
HS2CR110-0.3 RO.3 11.0 12 25 110 15° 15,940
HS2CR110-0.5 RO.5 11.0 12 25 110 15° 15,940
HS2CR110-1 R1.0 11.0 12 25 110 15° 15,940
HS2CR110-2 R2.0 11.0 12 25 110 15° 15,940
HS2CR120-0.1 RO.1 12.0 12 30 110 - 15,940
HS2CR120-0.2 RO.2 12.0 12 30 110 - 15,940 ( }
HS2CR120-0.3-80 RO.3 12.0 12 30 80 - 14190 | @
HS2CR120-0.3-110 RO.3 12.0 12 30 110 - 15,940
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NEW.
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SERIES

D<6 D>

6
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | x0.010] 0015 -base | 5% 1+ [y

CARBIDE, 2 FLUTE CORNER RADIUS

g 2MH—F—5IT7AIVFII

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWY—ILAARICKY . Bh

ability and wear resistance. YIHIRE ) & THEEFE M % 48, @

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN— KRR RESR. 2RB K04 1 ZEE2H. HRCSS = Q
of molds and dies, up to HRC55 and machine parts. ) R 0 B [ fE
» Available short, regular and long shank end mills. > ig_%mf;;l ;JEJ LES’?; W BRALTESAFv T & %
» Available various corner radius end mills, from 0.02 mm to 5.0mm N ) . — . _ ° % o
comer radius P 002mm ~ 50mmE COETE L EHxI—F—F V7 RITHIS. al
=

N

[ S A NS R oo (T W/i"
| 3 —

Bi{i7(mm) Unit : mm
AE -7 TA HE DAL IR 2R T—IN—%f Ef ZER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR120-0.5-80 RO.5 12.0 12 30 80 - 14,190
HS2CR120-0.5 RO.5 12.0 12 30 110 - 15,940 ( }
HS2CR120-0.5-130 RO.5 12.0 12 30 130 - 17,180
HS2CR120-0.5-150 RO.5 12.0 12 30 150 - 19,540
HS2CR120-1-80 R1.0 12.0 12 30 80 - 14190 | @
HS2CR120-1 R1.0 12.0 12 30 110 - 15940 | @
HS2CR120-1-130 R1.0 12.0 12 30 130 - 17,180
HS2CR120-1-150 R1.0 12.0 12 30 150 = 19,540 ( }
HS2CR120-1.5 R1.5 12.0 12 30 110 ° 15,940
HS2CR120-2 R2.0 12.0 12 30 110 - 15,940 [ }
HS2CR120-2.5 R2.5 12.0 12 30 110 - 15,940
HS2CR120-3 R3.0 12.0 12 30 110 - 15,940 o
HS2CR120-4 R4.0 12.0 12 30 110 - 15,940
HS2CR120-5 R5.0 12.0 12 30 110 - 15,940 ()
HS2CR140-0.5 RO.5 14.0 16 35 150 45° 32,450
HS2CR140-1 R1.0 14.0 16 35 150 45° 32,450
HS2CR140-2 R2.0 14.0 16 35 150 45° 32,450
HS2CR160-0.5 RO.5 16.0 16 32 150 - 38,210 ( ]
HS2CR160-1 R1.0 16.0 16 32 150 - 38,210
HS2CR160-1.5 R1.5 16.0 16 32 150 - 38,210
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KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZCR""7‘

SERIES

D<6 D>

6
% J AlCr | 7] &l O—F—S 77 A CORVERRADUS
30° | z0.010] £0.015 -base | 5 1 [

CARBIDE, 2 FLUTE CORNER RADIUS

B 2P A—F—5VT7RIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P EHLWI—T 4 VIBLIUFHLLY—ILZRICELY ., Bz

N Ebilinl/I andfwear resistan(;e. o | X .l | YIHRE & TEEREME ZRIE,

= » Excellent for cutting pre-hardened steels, carbon steels, alloy steels RS L U4 FTRA A

1 g of molds and dies ?Jp to HRC55 and machine parts. ’ b7 EUE PO SERLUSAAFERA, HRCS
T ﬁ » Available short re;;uil)ar and long shank end miﬁs . ¥ CORMERRD THIENS.

2% z » Available various corner radius end mills, from 0.02 mm to 5.0mm :(;/O;l N l\; ;/O:F:L;_: E;Z;;7fij??i7/\7—-j\;‘rzo
%I comer radius. .02mm ~50mmE COEEEEE ZV 7 At

L " o] (- Wﬁm
| L

Bi7(mm) Unit: mm
A -5 TR HE DAL HE 2R T—IN—%f A HEEm
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS2CR160-2 R2.0 16.0 16 32 150 = 38,210 [ )
HS2CR200-0.5 RO.5 20.0 20 38 150 = 49,090
HS2CR200-1 R1.0 20.0 20 38 150 = 49,090
HS2CR200-1.5 R1.5 20.0 20 38 150 = 49,090
HS2CR200-2 R2.0 20.0 20 38 150 = 49,090
HEGAX A—F—FIT7ARE HBRRE PAPAIN S
Mill Diameter Corner Radius Tolerance (mm) | Mill Dia. Tolerance (mm) Shank Dia. Tolerance
D1<06 +0.010 0~-0.012 h6
D1>06 +0.015 0~-0.015
] a8 TUN-FUR A BiAR # JI7774% &% TIWIZOL ATULAE F4Y
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum Stsatlgleelsss Titanium
o | e | e [ e [ e | | | [ © ] | |
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NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRC e

D<6 D

>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» Available various corner radius end mills, from min. 0.02mm corner = - = sy -
radius to max. 2.0 mm corner radius. P 0.02mm £5 2.0mm & CORRATE 5> 7 ABITHIS.

» More toughness and reduction of vibration under 1.0 mm diameter P 01 IFDHEDOL O, TEOBIEZRS S ZHEIT 2

end mills at high speed cutting due to two step taper neck. TC‘%G)@?\) % / 7 %ﬁéﬁgo _ R
» Available more various effective length and overall length end mills P BRAGENRKCEROBERICE Y., BIELN) TEINTISHG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoR| IR BHFE 2R B |7T-N-¥A| TR |[EES
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY) | STOCK

EDP No.

R D1 D2 L1 L3 L2

)

4
s
o=
WA
N
(7
=
N

HS2RC002-0.02-0.5 | R0.02 0.2 4 0.3 0.5 40 0.17 10°/20° 8,050
HS2RC002-0.02-1 R0.02 0.2 4 0.3 1 40 0.17 10°/20° 8,050
HS2RC002-0.02-1.5 | R0.02 0.2 4 0.3 1.5 40 0.17 10°/20° 8,050
HS2RC002-0.02-2 R0.02 0.2 4 03 2 40 0.17 10°/20° 8050 @
HS2RC002-0.05-0.5 | R0.05 0.2 4 03 0.5 40 0.17 10°/20° 8,050
HS2RC002-0.05-1 R0.05 0.2 4 03 1 40 0.17 10°/20° 8050 @
HS2RC002-0.05-1.5 | R0.05 0.2 4 0.3 15 40 0.17 10°/20° 8050 @
HS2RC002-0.05-2 R0.05 0.2 4 0.3 2 40 0.17 10°/20° 8,050
HS2RC003-0.02-1 R0.02 0.3 4 0.5 1 40 0.27 10°/20° 7,090
HS2RC003-0.02-2 R0.02 0.3 4 0.5 2 40 0.27 10°/20° 7090 @
HS2RC003-0.02-3 R0.02 0.3 4 0.5 3 40 0.27 10°/20° 7,090
HS2RC003-0.05-1 R0.05 0.3 4 0.5 1 40 0.27 10°/20° 7090 @ @
HS2RC003-0.05-2 R0.05 0.3 4 0.5 2 40 0.27 10°/20° 7,090
HS2RC003-0.05-3 R0.05 0.3 4 0.5 3 40 0.27 10°/20° 7,090
HS2RC004-0.05-1 R0.05 0.4 4 0.6 1 40 0.37 10°/20° 7,090
HS2RC004-0.05-1.5 | R0.05 0.4 4 0.6 1.5 40 037 10°/20° 709 @@
HS2RC004-0.05-2 R0.05 0.4 4 0.6 2 40 037 10°/20° 7,090
HS2RC004-0.05-2.5 | R0.05 0.4 4 0.6 25 40 037 10°/20° 7,090
HS2RC004-0.05-3 R0.05 0.4 4 0.6 3 40 0.37 10°/20° 7,090
HS2RC004-0.05-4 R0.05 0.4 4 0.6 4 40 0.37 10%/20° 7,090
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KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRC -z

D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avallle varous come acius nd mils,fom min .02 COMeT  , g0mm 5 20mm & CHF 75557 ZAHICSITS
< ' P 21 FOIRDEDIE,. TEDRIMEZS HEL 2T 3

» More toughness and reduction of vibration under 1.0 mm diameter N -
end mills at high speed cutting due to two step taper neck. DL T I3 7 7 78?*}5!;0 B N
» Available more various effective length and overall length end mills P BRAGEMRRUEROERICE Y, BIEWN) TEINTIONG.

than previous standard products.
R

<R —

M—- D:L D1

L !
B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK

EDP No.
R D1 D2 L1 L3 L2

HS2RC004-0.1-1 RO.1 0.4 4 0.6 1 40 0.37 10°/20° 709 | @
HS2RC004-0.1-1.5 RO.1 0.4 4 0.6 1.5 40 0.37 10°/20° 7,090
HS2RC004-0.1-2 RO.1 0.4 4 0.6 2 40 037 10°/20° 7,090
HS2RC004-0.1-2.5 RO.1 0.4 4 0.6 25 40 0.37 10°/20° 7,090
HS2RC004-0.1-3 RO.1 0.4 4 0.6 3 40 0.37 10°/20° 7,090
HS2RC004-0.1-4 RO.1 0.4 4 0.6 4 40 037 10°/20° 7090 @
HS2RC005-0.05-1 R0.05 0.5 4 0.7 1 45 0.45 10%/20° 5890 @
HS2RC005-0.05-1.5 | R0.05 0.5 4 0.7 1.5 45 0.45 10°/20° 5,890
HS2RC005-0.05-2 R0.05 0.5 4 0.7 2 45 0.45 10°/20° 5890 @
HS2RC005-0.05-2.5 | R0.05 0.5 4 0.7 25 45 0.45 10°/20° 5,890
HS2RC005-0.05-3 R0.05 0.5 4 0.7 3 45 0.45 10°/20° 5,890
HS2RC005-0.05-4 R0.05 0.5 4 0.7 4 45 0.45 10°/20° 5,890
HS2RC005-0.05-5 R0.05 0.5 4 0.7 5 45 0.45 10°/20° 5,890
HS2RC005-0.05-6 R0.05 0.5 4 0.7 6 45 0.45 10°/20° 5890 @
HS2RC005-0.1-1 RO.1 0.5 4 0.7 1 45 045 10°/20° 5,890
HS2RC005-0.1-1.5 RO.1 0.5 4 0.7 1.5 45 0.45 10°/20° 5,890
HS2RC005-0.1-2 RO.1 0.5 4 0.7 2 45 0.45 10°/20° 5890 @
HS2RC005-0.1-2.5 RO.1 0.5 4 0.7 25 45 0.45 10°/20° 5,890
HS2RC005-0.1-3 RO.1 0.5 4 0.7 3 45 0.45 10°/20° 5890 @
HS2RC005-0.1-4 RO.1 0.5 4 0.7 4 45 0.45 10%/20° 5,890
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D<6 D

>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» Available various corner radius end mills, from min. 0.02mm corner = - = sy -
radius to max. 2.0 mm corner radius. P 0.02mm £5 2.0mm & CORRATE 5> 7 ABITHIS.

» More toughness and reduction of vibration under 1.0 mm diameter P 01 IFDHEDOL O, TEOBIEZRS S ZHEIT 2

end mills at high speed cutting due to two step taper neck. TC‘%G)@?\) % / 7 %ﬁéﬁgo _ R
» Available more various effective length and overall length end mills P BRAGENRKCEROBERICE Y., BIELN) TEINTISHG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)

4
s
o=
WA
N
(7
=
N

HS2RC005-0.1-5 RO.1 0.5 4 0.7 5 45 045 10°/20° 5,890
HS2RC005-0.1-6 RO.1 0.5 4 0.7 6 45 0.45 10°/20° 5,890
HS2RC006-0.05-2 R0.05 0.6 4 0.9 2 45 0.55 10°/20° 5,890
HS2RC006-0.05-3 R0.05 0.6 4 0.9 3 45 0.55 10°/20° 5890 @
HS2RC006-0.05-4 R0.05 0.6 4 0.9 4 45 0.55 10°/20° 5,890
HS2RC006-0.05-6 R0.05 0.6 4 0.9 6 45 0.55 10°/20° 5,890
HS2RC006-0.05-8 R0.05 0.6 4 0.9 8 45 0.55 10°/20° 5,890
HS2RC006-0.05-10 R0.05 0.6 4 0.9 10 45 0.55 10°/20° 5,890
HS2RC006-0.1-2 RO.1 0.6 4 0.9 2 45 0.55 10°/20° 5,890
HS2RC006-0.1-3 RO.1 0.6 4 0.9 3 45 0.55 10°/20° 589 | @
HS2RC006-0.1-4 RO.1 0.6 4 0.9 4 45 0.55 10°/20° 589 | @
HS2RC006-0.1-6 RO.1 0.6 4 0.9 6 45 0.55 10°/20° 589 @
HS2RC006-0.1-8 RO.1 0.6 4 0.9 8 45 0.55 10°/20° 5,890
HS2RC006-0.1-10 RO.1 0.6 4 0.9 10 45 0.55 10°/20° 5,890
HS2RC006-0.2-2 RO.2 0.6 4 0.9 2 45 0.55 10°/20° 5,890
HS2RC006-0.2-3 RO.2 0.6 4 0.9 3 45 0.55 10°/20° 5,890
HS2RC006-0.2-4 RO.2 0.6 4 0.9 4 45 0.55 10°/20° 5890 @
HS2RC006-0.2-6 RO.2 0.6 4 0.9 6 45 0.55 10°/20° 5,890
HS2RC006-0.2-8 RO.2 0.6 4 0.9 8 45 0.55 10°/20° 5,890
HS2RC006-0.2-10 RO.2 0.6 4 0.9 10 45 0.55 10%/20° 5,890
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KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRC -z

D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avgllable various corner radius eqd mills, from min. 0.02mm corner » 002mm A5 20mm £ TORA ST ZUBICHIS.
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter P> 01 UFOREOL DI, TROBIEER HEE ) ZMHT 2

end mills at high speed cutting due to two step taper neck. TedDET )b 7 7 ZERA, B N
» Available more various effective length and overall length end mills P R EAEMRRUEROBBICE Y, 1BEWV) THEMTIWS

than previous standard products.
R

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RC007-0.05-2 R0.05 0.7 4 1.2 2 45 0.65 10°/20° 5,890
HS2RC007-0.05-4 R0.05 0.7 4 1.2 4 45 0.65 10°/20° 5890 @
HS2RC007-0.05-6 R0.05 0.7 4 1.2 6 45 0.65 10°/20° 5,890
HS2RC007-0.05-8 | R0.05 0.7 4 12 8 45 0.65 10°/20° 5,890
HS2RC007-0.05-10 | R0.05 0.7 4 12 10 45 0.65 10°/20° 5,890
HS2RC007-0.1-2 RO.1 0.7 4 12 2 45 0.65 10°/20° 5,890
HS2RC007-0.1-4 RO.1 0.7 4 12 4 45 0.65 10°/20° 5890 @
HS2RC007-0.1-6 RO.1 0.7 4 1.2 6 45 0.65 10°/20° 5,890
HS2RC007-0.1-8 RO.1 0.7 4 1.2 8 45 0.65 10°/20° 5,890
HS2RC007-0.1-10 RO.1 0.7 4 1.2 10 45 0.65 10°/20° 5,890
HS2RC007-0.2-2 RO.2 0.7 4 1.2 2 45 0.65 10°/20° 5890 @
HS2RC007-0.2-4 RO.2 0.7 4 1.2 4 45 0.65 10°/20° 5,890
HS2RC007-0.2-6 RO.2 0.7 4 1.2 6 45 0.65 10°/20° 5,890
HS2RC007-0.2-8 R0.2 0.7 4 1.2 8 45 0.65 10°/20° 5,890
HS2RC007-0.2-10 RO.2 0.7 4 1.2 10 45 0.65 10°/20° 5,890
HS2RC008-0.05-2 R0.05 0.8 4 1.2 2 45 0.75 10°/20° 5890 @
HS2RC008-0.05-3 R0.05 0.8 4 1.2 3 45 0.75 10°/20° 5,890
HS2RC008-0.05-4 R0.05 0.8 4 1.2 4 45 0.75 10°/20° 5,890
HS2RC008-0.05-6 | R0.05 0.8 4 12 6 45 0.75 10°/20° 5,890
HS2RC008-0.05-8 | R0.05 0.8 4 12 8 45 0.75 10%/20° 5,890
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%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» Available various corner radius end mills, from min. 0.02mm corner = - = sy -
radius to max. 2.0 mm corner radius. P 0.02mm £5 2.0mm & CORRATE 5> 7 ABITHIS.

» More toughness and reduction of vibration under 1.0 mm diameter P 01 IFDHEDOL O, TEOBIEZRS S ZHEIT 2

end mills at high speed cutting due to two step taper neck. TC‘%G)@?\) % / 7 %ﬁéﬁgo _ R
» Available more various effective length and overall length end mills P BRAGENRKCEROBERICE Y., BIELN) TEINTISHG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)

4
s
o=
WA
N
(7
=
N

HS2RC008-0.05-10 R0.05 0.8 4 1.2 10 45 0.75 10°/20° 5,890
HS2RC008-0.1-2 RO.1 0.8 4 1.2 2 45 0.75 10°/20° 5890 @
HS2RC008-0.1-3 RO.1 0.8 4 1.2 3 45 0.75 10°/20° 5,890
HS2RC008-0.1-4 RO.1 0.8 4 12 4 45 0.75 10°/20° 5890 @
HS2RC008-0.1-6 RO.1 0.8 4 12 6 45 0.75 10°/20° 5890 @
HS2RC008-0.1-8 RO.1 0.8 4 12 8 45 0.75 10°/20° 5,890
HS2RC008-0.1-10 RO.1 0.8 4 12 10 45 0.75 10°/20° 5,890
HS2RC008-0.2-2 RO.2 0.8 4 1.2 2 45 0.75 10°/20° 5,890
HS2RC008-0.2-3 RO.2 0.8 4 1.2 3 45 0.75 10°/20° 5,890
HS2RC008-0.2-4 RO.2 0.8 4 1.2 4 45 0.75 10°/20° 589 @ @
HS2RC008-0.2-6 RO.2 0.8 4 1.2 6 45 0.75 10°/20° 5,890
HS2RC008-0.2-8 RO.2 0.8 4 1.2 8 45 0.75 10°/20° 5,890
HS2RC008-0.2-10 RO.2 0.8 4 1.2 10 45 0.75 10°/20° 5,890
HS2RC010-0.05-3 R0.05 1.0 4 1.5 3 50 0.95 10°/20° 5200 @
HS2RC010-0.05-4 R0.05 1.0 4 1.5 4 50 0.95 10°/20° 5200 | @
HS2RC010-0.05-6 R0.05 1.0 4 1.5 6 50 0.95 10°/20° 5200 @
HS2RC010-0.05-8 R0.05 1.0 4 1.5 8 50 0.95 10°/20° 5,200
HS2RC010-0.05-10 R0.05 1.0 4 1.5 10 50 0.95 10°/20° 5,200
HS2RC010-0.05-12 | R0.05 1.0 4 15 12 50 0.95 10°/20° 5,200
HS2RC010-0.05-14 | R0.05 1.0 4 15 14 50 0.95 10°/20° 5200 @
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SERIES

D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avgllable various corner radius eqd mills, from min. 0.02mm corner » 002mm A5 20mm £ TORA ST ZUBICHIS.
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter P> 01 UFOREOL DI, TROBIEER HEE ) ZMHT 2

end mills at high speed cutting due to two step taper neck. TedDET )b 7 7 ZERA, B N
» Available more various effective length and overall length end mills P R EAEMRRUEROBBICE Y, 1BEWV) THEMTIWS

than previous standard products.
R

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RC010-0.05-16 R0.05 1.0 4 1.5 16 50 0.95 10°/20° 5,200
HS2RC010-0.05-20 R0.05 1.0 4 1.5 20 50 0.95 10°/20° 5,200
HS2RC010-0.1-3 RO.1 1.0 4 1.5 3 50 0.95 10°/20° 5,200
HS2RC010-0.1-4 RO.1 1.0 4 15 4 50 0.95 10°/20° 5200 @
HS2RC010-0.1-6 RO.1 1.0 4 15 6 50 0.95 10°/20° 5200 @
HS2RC010-0.1-8 RO.1 1.0 4 15 8 50 0.95 10°/20° 5200 @
HS2RC010-0.1-10 RO.1 1.0 4 15 10 50 0.95 10°/20° 5200 @
HS2RC010-0.1-12 RO.1 1.0 4 1.5 12 50 0.95 10°/20° 5,200
HS2RC010-0.1-14 RO.1 1.0 4 1.5 14 50 0.95 10°/20° 5200 @
HS2RC010-0.1-16 RO.1 1.0 4 1.5 16 50 0.95 10°/20° 5200 @
HS2RC010-0.1-20 RO.1 1.0 4 1.5 20 50 0.95 10°/20° 5,200
HS2RC010-0.2-3 RO.2 1.0 4 1.5 3 50 0.95 10°/20° 5200 @
HS2RC010-0.2-4 RO.2 1.0 4 1.5 4 50 0.95 10°/20° 5200 @
HS2RC010-0.2-6 RO.2 1.0 4 1.5 6 50 0.95 10°/20° 5200 @
HS2RC010-0.2-8 RO.2 1.0 4 1.5 8 50 0.95 10°/20° 5200 @
HS2RC010-0.2-10 R0.2 1.0 4 1.5 10 50 0.95 10°/20° 5200 @
HS2RC010-0.2-12 R0.2 1.0 4 1.5 12 50 0.95 10°/20° 5,200
HS2RC010-0.2-14 R0.2 1.0 4 1.5 14 50 0.95 10°/20° 5,200
HS2RC010-0.2-16 R0.2 1.0 4 15 16 50 0.95 10°/20° 5200 @
HS2RC010-0.2-20 R0.2 1.0 4 15 20 50 0.95 10%/20° 5,200
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>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» Available various corner radius end mills, from min. 0.02mm corner = - = sy -
radius to max. 2.0 mm corner radius. P 0.02mm £5 2.0mm & CORRATE 5> 7 ABITHIS.

» More toughness and reduction of vibration under 1.0 mm diameter P 01 IFDHEDOL O, TEOBIEZRS S ZHEIT 2

end mills at high speed cutting due to two step taper neck. TC‘%G)@?\) % / 7 %ﬁéﬁgo _ R
» Available more various effective length and overall length end mills P BRAGENRKCEROBERICE Y., BIELN) TEINTISHG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)

4
s
o=
WA
N
(7
=
N

HS2RC010-0.3-3 RO.3 1.0 4 1.5 3 50 0.95 10°/20° 5,200
HS2RC010-0.3-4 RO.3 1.0 4 1.5 4 50 0.95 10°/20° 5200 @
HS2RC010-0.3-6 RO.3 1.0 4 1.5 6 50 0.95 10°/20° 5200 @
HS2RC010-0.3-8 R0.3 1.0 4 15 8 50 0.95 10°/20° 5,200
HS2RC010-0.3-10 RO.3 1.0 4 15 10 50 0.95 10°/20° 5,200
HS2RC010-0.3-12 RO.3 1.0 4 15 12 50 0.95 10°/20° 5,200
HS2RC010-0.3-14 RO.3 1.0 4 15 14 50 0.95 10°/20° 5200 @
HS2RC010-0.3-16 RO.3 1.0 4 1.5 16 50 0.95 10°/20° 5,200
HS2RC010-0.3-20 RO.3 1.0 4 1.5 20 50 0.95 10°/20° 5,200
HS2RC012-0.05-3 R0.05 1.2 4 1.8 3 50 1.15 15° 5,200
HS2RC012-0.05-4 R0.05 1.2 4 1.8 4 50 1.15 15° 5,200
HS2RC012-0.05-6 R0.05 1.2 4 1.8 6 50 1.15 15° 5200 | @
HS2RC012-0.05-8 R0.05 1.2 4 1.8 8 50 1.15 15° 5,200
HS2RC012-0.05-10 R0.05 1.2 4 1.8 10 50 1.15 15° 5200 @
HS2RC012-0.05-12 R0.05 1.2 4 1.8 12 50 1.15 15° 5,200
HS2RC012-0.05-16 R0.05 1.2 4 1.8 16 50 1.15 15° 5,200
HS2RC012-0.05-20 R0.05 1.2 4 1.8 20 50 1.15 15° 5,200
HS2RC012-0.1-3 RO.1 1.2 4 1.8 3 50 1.15 15° 5200 @
HS2RC012-0.1-4 RO.1 1.2 4 18 4 50 1.15 15° 5,200
HS2RC012-0.1-6 RO.1 1.2 4 1.8 6 50 1.15 15° 5,200
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D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avgllable various corner radius er‘1d mills, from min. 0.02mm corner » 002mm A5 20mm £ TORA ST ZUBICHIS.
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter P> 01 UFOREOL DI, TROBIEER HEE ) ZMHT 2

end mills at high speed cutting due to two step taper neck. TedDET )b 7 7 ZERA, B N
» Available more various effective length and overall length end mills P R EAEMRRUEROBBICE Y, 1BEWV) THEMTIWS

than previous standard products.
R

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelwShank | OverallLength | Neck Diameter | TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RC012-0.1-8 RO.1 1.2 4 1.8 8 50 1.15 15° 5200 | @
HS2RC012-0.1-10 RO.1 1.2 4 1.8 10 50 1.15 15° 5,200
HS2RC012-0.1-12 RO.1 1.2 4 1.8 12 50 1.15 15° 5,200
HS2RC012-0.1-16 RO.1 1.2 4 1.8 16 50 1.15 15° 5,200
HS2RC012-0.1-20 RO.1 1.2 4 1.8 20 50 1.15 15° 5,200
HS2RC012-0.2-3 R0.2 1.2 4 1.8 3 50 1.15 15° 5,200
HS2RC012-0.2-4 R0.2 1.2 4 1.8 4 50 1.15 15° 5200 @
HS2RC012-0.2-6 RO.2 1.2 4 1.8 6 50 1.15 15° 5200 @
HS2RC012-0.2-8 RO.2 1.2 4 1.8 8 50 1.15 15° 5200 @
HS2RC012-0.2-10 RO.2 1.2 4 1.8 10 50 1.15 15° 5,200
HS2RC012-0.2-12 R0.2 1.2 4 1.8 12 50 1.15 15° 5,200
HS2RC012-0.2-16 RO.2 1.2 4 1.8 16 50 1.15 15° 5,200
HS2RC012-0.2-20 RO.2 1.2 4 1.8 20 50 1.15 15° 5,200
HS2RC012-0.3-3 R0.3 1.2 4 1.8 3 50 1.15 15° 5,200
HS2RC012-0.3-4 R0.3 1.2 4 1.8 4 50 1.15 15° 5200 @
HS2RC012-0.3-6 RO.3 1.2 4 1.8 6 50 1.15 15° 5,200
HS2RC012-0.3-8 RO.3 1.2 4 1.8 8 50 1.15 15° 5,200
HS2RC012-0.3-10 RO.3 1.2 4 1.8 10 50 1.15 15° 5,200
HS2RC012-0.3-12 RO.3 1.2 4 18 12 50 1.15 15° 5,200
HS2RC012-0.3-16 RO.3 1.2 4 18 16 50 1.15 15° 5,200
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D<6 D

>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

4 :\a\;ﬂzt?:r\;:l(o;soc;r;e;;?:::sr;r;jsm|IIs, from min. 0.02mm corner b 002mm H'5 20mm £ TORA S DT 2B,
- 2. . \ 72 = A= A
» More toughness and reduction of vibration under 1.0 mm diameter > 01 L[F‘waif’)%@‘*:ﬁ TROMIEER HEE) 2T 2
end mills at high speed cutting due to two step taper neck. TC‘%O)G{?”’Z‘ / 7 %RA, _ .
» Available more various effective length and overall length end mills P FREEMRRUEROBRITE Y 1BEWN) TEMTIONG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)

4
s
o=
WA
N
(7
=
N

HS2RC012-0.3-20 RO.3 1.2 4 1.8 20 50 1.15 15° 5,200
HS2RC015-0.05-4 R0.05 1.5 4 23 4 50 1.45 15° 5200 @
HS2RC015-0.05-6 R0.05 1.5 4 23 6 50 145 15° 5,200
HS2RC015-0.05-8 | R0.05 1.5 4 23 8 50 1.45 15° 5200 @
HS2RC015-0.05-10 | R0.05 1.5 4 23 10 50 145 15° 5,200
HS2RC015-0.05-12 | R0.05 1.5 4 23 12 50 145 15° 5,200
HS2RC015-0.05-14 | R0.05 1.5 4 23 14 50 145 15° 5,200
HS2RC015-0.05-16 R0.05 1.5 4 23 16 50 145 15° 5,200
HS2RC015-0.05-20 R0.05 15 4 23 20 50 145 15° 5,200
HS2RC015-0.05-22 R0.05 15 4 23 22 60 1.45 15° 5360 | @
HS2RC015-0.05-26 R0.05 15 4 23 26 60 145 15° 5,360
HS2RC015-0.1-4 RO.1 15 4 23 4 50 145 15° 5,200
HS2RC015-0.1-6 RO.1 15 4 23 6 50 145 15° 5,200
HS2RC015-0.1-8 RO.1 1.5 4 23 8 50 1.45 15° 5200 @
HS2RC015-0.1-10 RO.1 1.5 4 23 10 50 1.45 15° 5,200
HS2RC015-0.1-12 RO.1 15 4 23 12 50 145 15° 5200 @
HS2RC015-0.1-14 RO.1 1.5 4 23 14 50 1.45 15° 5,200
HS2RC015-0.1-16 RO.1 15 4 23 16 50 1.45 15° 5,200
HS2RC015-0.1-20 RO.1 1.5 4 23 20 50 1.45 15° 5,200
HS2RC015-0.1-22 RO.1 1.5 4 23 22 60 1.45 15° 5,360
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D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avgllable various corner radius eqd mills, from min. 0.02mm corner » 002mm A5 20mm £ TORA ST ZUBICHIS.
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter P> 01 UFOREOL DI, TROBIEER HEE ) ZMHT 2

end mills at high speed cutting due to two step taper neck. TedDET )b 7 7 ZERA, B N
» Available more various effective length and overall length end mills P R EAEMRRUEROBBICE Y, 1BEWV) THEMTIWS

than previous standard products.
R

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RC015-0.1-26 RO.1 15 4 23 26 60 145 15° 5,360
HS2RC015-0.2-4 RO.2 15 4 23 4 50 1.45 15° 5200 @
HS2RC015-0.2-6 RO.2 15 4 23 6 50 1.45 15° 5200 @
HS2RC015-0.2-8 R0.2 1.5 4 23 8 50 1.45 15° 5200 @
HS2RC015-0.2-10 R0.2 1.5 4 23 10 50 1.45 15° 5200 @
HS2RC015-0.2-12 R0.2 1.5 4 23 12 50 1.45 15° 5200 @
HS2RC015-0.2-14 R0.2 1.5 4 23 14 50 145 15° 5,200
HS2RC015-0.2-16 RO.2 1.5 4 23 16 50 1.45 15° 5200 @
HS2RC015-0.2-20 RO.2 1.5 4 23 20 50 145 15° 5,200
HS2RC015-0.2-22 R0O.2 1.5 4 23 22 60 145 15° 5,360
HS2RC015-0.2-26 RO.2 1.5 4 23 26 60 145 15° 5,360
HS2RC015-0.3-4 RO.3 1.5 4 23 4 50 1.45 15° 5200 @
HS2RC015-0.3-6 R0.3 1.5 4 23 6 50 145 15° 5,200
HS2RC015-0.3-8 RO.3 1.5 4 23 8 50 145 15° 5,200
HS2RC015-0.3-10 R0.3 1.5 4 23 10 50 145 15° 5,200
HS2RC015-0.3-12 R0.3 1.5 4 23 12 50 1.45 15° 5200 @
HS2RC015-0.3-14 RO.3 1.5 4 23 14 50 1.45 15° 5,200
HS2RC015-0.3-16 RO.3 1.5 4 23 16 50 1.45 15° 5,200
HS2RC015-0.3-20 RO.3 1.5 4 23 20 50 1.45 15° 5,200
HS2RC015-0.3-22 RO.3 1.5 4 23 22 60 1.45 15° 5,360
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%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» Available various corner radius end mills, from min. 0.02mm corner = - = sy -
radius to max. 2.0 mm corner radius. P 0.02mm £5 2.0mm & CORRATE 5> 7 ABITHIS.

» More toughness and reduction of vibration under 1.0 mm diameter P 01 IFDHEDOL O, TEOBIEZRS S ZHEIT 2

end mills at high speed cutting due to two step taper neck. TC‘%G)@?\) % / 7 %ﬁéﬁgo _ R
» Available more various effective length and overall length end mills P BRAGENRKCEROBERICE Y., BIELN) TEINTISHG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

HS2RC015-0.3-26 RO.3 1.5 4 23 26 60 145 15° 5360 | @
HS2RC015-0.5-4 RO.5 1.5 4 23 4 50 1.45 15° 5,200
HS2RC015-0.5-6 RO.5 1.5 4 23 6 50 145 15° 5,200
HS2RC015-0.5-8 RO.5 1.5 4 23 8 50 1.45 15° 5,200
HS2RC015-0.5-10 RO.5 1.5 4 23 10 50 1.45 15° 5,200
HS2RC015-0.5-12 RO.5 1.5 4 23 12 50 1.45 15° 5200 @
HS2RC015-0.5-14 RO.5 1.5 4 23 14 50 145 15° 5,200
HS2RC015-0.5-16 RO.5 1.5 4 23 16 50 145 15° 5,200
HS2RC015-0.5-20 RO.5 15 4 23 20 50 145 15° 5,200
HS2RC015-0.5-22 RO.5 1.5 4 23 22 60 145 15° 5,360
HS2RC015-0.5-26 RO.5 15 4 23 26 60 145 15° 5,360
HS2RC020-0.1-6 RO.1 2.0 4 3 6 50 1.95 15° 5200 | @
HS2RC020-0.1-8 RO.1 2.0 4 3 8 50 1.95 15° 5200 | @
HS2RC020-0.1-10 RO.1 2.0 4 3 10 50 1.95 15° 5,200
HS2RC020-0.1-12 RO.1 2.0 4 3 12 50 1.95 15° 5200 | @
HS2RC020-0.1-14 RO.1 2.0 4 3 14 50 1.95 15° 5,200
HS2RC020-0.1-16 RO.1 2.0 4 3 16 50 1.95 15° 5200 @
HS2RC020-0.1-20 RO.1 2.0 4 3 20 50 1.95 15° 5,200
HS2RC020-0.1-22 RO.1 2.0 4 3 22 60 1.95 15° 5,360
HS2RC020-0.1-26 RO.1 2.0 4 3 26 60 1.95 15° 5,360
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRC -z

D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avgllable various corner radius eqd mills, from min. 0.02mm corner » 002mm A5 20mm £ TORA ST ZUBICHIS.
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter P> 01 UFOREOL DI, TROBIEER HEE ) ZMHT 2

end mills at high speed cutting due to two step taper neck. TedDET )b 7 7 ZERA, B N
» Available more various effective length and overall length end mills P R EAEMRRUEROBBICE Y, 1BEWV) THEMTIWS

than previous standard products.
R

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RC020-0.1-30 RO.1 2.0 4 3 30 70 1.95 15° 5,360
HS2RC020-0.2-6 RO.2 2.0 4 3 6 50 1.95 15° 5200 @
HS2RC020-0.2-8 RO.2 2.0 4 3 8 50 1.95 15° 5200 @
HS2RC020-0.2-10 R0.2 2.0 4 3 10 50 195 15° 5200 @
HS2RC020-0.2-12 R0.2 2.0 4 3 12 50 1.95 15° 5200 @
HS2RC020-0.2-14 R0.2 2.0 4 3 14 50 1.95 15° 5,200
HS2RC020-0.2-16 R0.2 2.0 4 3 16 50 1.95 15° 5200 @
HS2RC020-0.2-20 RO.2 2.0 4 3 20 50 1.95 15° 5200 @
HS2RC020-0.2-22 RO.2 2.0 4 3 22 60 1.95 15° 5,360
HS2RC020-0.2-26 RO.2 2.0 4 3 26 60 1.95 15° 5,360
HS2RC020-0.2-30 RO.2 2.0 4 3 30 70 1.95 15° 6,000
HS2RC020-0.3-6 RO.3 2.0 4 3 6 50 1.95 15° 5,200
HS2RC020-0.3-8 RO.3 2.0 4 3 8 50 1.95 15° 5200 @
HS2RC020-0.3-10 RO.3 2.0 4 3 10 50 1.95 15° 5,200
HS2RC020-0.3-12 RO.3 2.0 4 3 12 50 1.95 15° 5,200
HS2RC020-0.3-14 RO.3 2.0 4 3 14 50 1.95 15° 5,200
HS2RC020-0.3-16 RO.3 2.0 4 3 16 50 1.95 15° 5200 @
HS2RC020-0.3-20 RO.3 2.0 4 3 20 50 1.95 15° 5,200
HS2RC020-0.3-22 R0.3 2.0 4 3 22 60 195 15° 5,360
HS2RC020-0.3-26 R0.3 2.0 4 3 26 60 195 15° 5,360
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NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRC e

D<6 D

>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

4 :\a\;ﬂzt?:r\;:l(o;soc;r;e;;?:::sr;r;jsm|IIs, from min. 0.02mm corner b 002mm H'5 20mm £ TORA S DT 2B,
- 2. . \ 72 = A= A
» More toughness and reduction of vibration under 1.0 mm diameter > 01 L[F‘waif’)%@‘*:ﬁ TROMIEER HEE) 2T 2
end mills at high speed cutting due to two step taper neck. TC‘%O)G{?”’Z‘ / 7 %RA, _ .
» Available more various effective length and overall length end mills P FREEMRRUEROBRITE Y 1BEWN) TEMTIONG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)

4
s
o=
WA
N
(7
=
N

HS2RC020-0.3-30 RO.3 2.0 4 3 30 70 1.95 15° 6,000
HS2RC020-0.5-6 RO.5 2.0 4 3 6 50 1.95 15° 5200 @
HS2RC020-0.5-8 RO.5 2.0 4 3 8 50 1.95 15° 5200 @
HS2RC020-0.5-10 RO.5 2.0 4 3 10 50 1.95 15° 5200 @
HS2RC020-0.5-12 R0.5 2.0 4 3 12 50 1.95 15° 5200 @
HS2RC020-0.5-14 RO.5 2.0 4 3 14 50 1.95 15° 5200 @
HS2RC020-0.5-16 RO.5 2.0 4 3 16 50 1.95 15° 5200 @
HS2RC020-0.5-20 RO.5 2.0 4 3 20 50 1.95 15° 5200 | @
HS2RC020-0.5-22 RO.5 2.0 4 3 22 60 1.95 15° 5,360
HS2RC020-0.5-26 RO.5 2.0 4 3 26 60 1.95 15° 5,360
HS2RC020-0.5-30 RO.5 2.0 4 3 30 70 1.95 15° 6,000 @
HS2RC025-0.1-8 RO.1 25 4 4 8 50 24 15° 5,200
HS2RC025-0.1-10 RO.1 25 4 4 10 50 24 15° 5,200
HS2RC025-0.1-12 RO.1 25 4 4 12 50 24 15° 5,200
HS2RC025-0.1-14 RO.1 25 4 4 14 50 24 15° 5200 @
HS2RC025-0.1-16 RO.1 25 4 4 16 50 24 15° 5,200
HS2RC025-0.1-20 RO.1 25 4 4 20 50 24 15° 5,200
HS2RC025-0.1-26 RO.1 25 4 4 26 60 24 15° 5,360
HS2RC025-0.1-30 RO.1 25 4 4 30 70 24 15° 6000 @
HS2RC025-0.2-8 R0.2 25 4 4 8 50 24 15° 5,200
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KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRC -z

D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avgllable various corner radius eqd mills, from min. 0.02mm corner » 002mm A5 20mm £ TORA ST ZUBICHIS.
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter P> 01 UFOREOL DI, TROBIEER HEE ) ZMHT 2

end mills at high speed cutting due to two step taper neck. TedDET )b 7 7 ZERA, B N
» Available more various effective length and overall length end mills P R EAEMRRUEROBBICE Y, 1BEWV) THEMTIWS

than previous standard products.
R

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RC025-0.2-10 RO.2 25 4 4 10 50 24 15° 5,200
HS2RC025-0.2-12 RO.2 25 4 4 12 50 24 15° 5,200
HS2RC025-0.2-14 RO.2 25 4 4 14 50 24 15° 5,200
HS2RC025-0.2-16 R0.2 25 4 4 16 50 24 15° 5200 @
HS2RC025-0.2-20 R0.2 25 4 4 20 50 24 15° 5,200
HS2RC025-0.2-26 R0.2 25 4 4 26 60 24 15° 5,360
HS2RC025-0.2-30 R0.2 25 4 4 30 70 24 15° 6,000
HS2RC025-0.3-8 RO.3 25 4 4 8 50 24 15° 5,200
HS2RC025-0.3-10 RO.3 25 4 4 10 50 24 15° 5200 @
HS2RC025-0.3-12 RO.3 25 4 4 12 50 24 15° 5,200
HS2RC025-0.3-14 RO.3 25 4 4 14 50 24 15° 5,200
HS2RC025-0.3-16 RO.3 25 4 4 16 50 24 15° 5,200
HS2RC025-0.3-20 RO.3 25 4 4 20 50 24 15° 5200 @
HS2RC025-0.3-26 RO.3 25 4 4 26 60 24 15° 5,360
HS2RC025-0.3-30 RO.3 25 4 4 30 70 24 15° 6,000
HS2RC025-0.5-8 RO.5 25 6 4 8 50 24 15° 5,200
HS2RC025-0.5-10 RO.5 25 6 4 10 50 24 15° 5200 @
HS2RC025-0.5-12 RO.5 25 6 4 12 50 24 15° 5,200
HS2RC025-0.5-14 RO.5 25 6 4 14 50 24 15° 5,200
HS2RC025-0.5-16 R0.5 25 6 4 16 50 24 15° 5200 @
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRC e

D<6 D

>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» Available various corner radius end mills, from min. 0.02mm corner = - = sy -
radius to max. 2.0 mm corner radius. P 0.02mm £5 2.0mm & CORRATE 5> 7 ABITHIS.

» More toughness and reduction of vibration under 1.0 mm diameter P 01 IFDHEDOL O, TEOBIEZRS S ZHEIT 2

end mills at high speed cutting due to two step taper neck. TC‘%G)@?\) % / 7 %ﬁéﬁgo _ R
» Available more various effective length and overall length end mills P BRAGENRKCEROBERICE Y., BIELN) TEINTISHG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)
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N
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N

HS2RC025-0.5-20 RO.5 25 6 4 20 50 24 15° 5,200
HS2RC025-0.5-26 RO.5 2.5 6 4 26 60 24 15° 5,360
HS2RC025-0.5-30 RO.5 2.5 6 4 30 70 24 15° 6,000 @
HS2RC030-0.1-8 RO.1 3.0 6 45 8 50 2585 15° 5,890
HS2RC030-0.1-10 RO.1 3.0 6 45 10 50 2585 15° 5,890
HS2RC030-0.1-12 RO.1 3.0 6 45 12 50 2585 15° 5890 @
HS2RC030-0.1-14 RO.1 3.0 6 45 14 60 2585 15° 6,040
HS2RC030-0.1-16 RO.1 3.0 6 4.5 16 60 2.85 15° 6040 @
HS2RC030-0.1-20 RO.1 3.0 6 4.5 20 60 2.85 15° 6,040
HS2RC030-0.1-26 RO.1 3.0 6 4.5 26 65 2.85 15° 6,150
HS2RC030-0.1-30 RO.1 3.0 6 4.5 30 70 2.85 15° 7,170
HS2RC030-0.1-35 RO.1 3.0 6 4.5 35 70 2.85 15° 7170 | @
HS2RC030-0.1-40 RO.1 3.0 6 4.5 40 80 2.85 15° 8,020
HS2RC030-0.2-8 RO.2 3.0 6 4.5 8 50 2.85 15° 5,890
HS2RC030-0.2-10 RO.2 3.0 6 4.5 10 50 2.85 15° 5,890
HS2RC030-0.2-12 RO.2 3.0 6 4.5 12 50 2.85 15° 5,890
HS2RC030-0.2-14 RO.2 3.0 6 4.5 14 60 2.85 15° 6,040
HS2RC030-0.2-16 RO.2 3.0 6 4.5 16 60 2.85 15° 6040 @
HS2RC030-0.2-20 R0.2 3.0 6 45 20 60 285 15° 6040 @
HS2RC030-0.2-26 R0.2 3.0 6 45 26 65 285 15° 6,150
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D<6 D>

6
% J AlCr | 7 &l O—F—S 77 A CORVERRADUS
30° | +0.010] +0.015 -base % 14: P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE S & TRESEEM A58,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. = TOMMERZO T Eh 3

> Avgllable various corner radius eqd mills, from min. 0.02mm corner » 002mm A5 20mm £ TORA ST ZUBICHIS.
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter P> 01 UFOREOL DI, TROBIEER HEE ) ZMHT 2

end mills at high speed cutting due to two step taper neck. TedDET )b 7 7 ZERA, B N
» Available more various effective length and overall length end mills P R EAEMRRUEROBBICE Y, 1BEWV) THEMTIWS

than previous standard products.
R

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR R HE |7-N-%#A| Tl [EES
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS2RC030-0.2-30 RO.2 3.0 6 4.5 30 70 2.85 15° 7,170
HS2RC030-0.2-35 RO.2 3.0 6 4.5 35 70 2.85 15° 7,170
HS2RC030-0.2-40 RO.2 3.0 6 4.5 40 80 2.85 15° 8,020
HS2RC030-0.3-8 RO.3 3.0 6 45 8 50 285 152 5,890
HS2RC030-0.3-10 R0.3 3.0 6 45 10 50 2.85 15° 5890 @
HS2RC030-0.3-12 RO.3 3.0 6 45 12 50 2.85 15° 5,890
HS2RC030-0.3-14 RO.3 3.0 6 45 14 60 2.85 15° 6,040
HS2RC030-0.3-16 RO.3 3.0 6 4.5 16 60 2.85 15° 6040 @
HS2RC030-0.3-20 RO.3 3.0 6 4.5 20 60 2.85 15° 6,040
HS2RC030-0.3-26 RO.3 3.0 6 4.5 26 65 2.85 15° 6,150
HS2RC030-0.3-30 RO.3 3.0 6 4.5 30 70 2.85 15° 7,170
HS2RC030-0.3-35 RO.3 3.0 6 4.5 35 70 2.85 15° 7,170
HS2RC030-0.3-40 RO.3 3.0 6 4.5 40 80 2.85 15° 8,020
HS2RC030-0.5-8 RO.5 3.0 6 4.5 8 50 2.85 15° 5890 @
HS2RC030-0.5-10 RO.5 3.0 6 4.5 10 50 2.85 15° 5890 @
HS2RC030-0.5-12 RO.5 3.0 6 45 12 50 2.85 15° 5890 @
HS2RC030-0.5-14 RO.5 3.0 6 45 14 60 2.85 15° 6,040
HS2RC030-0.5-16 RO.5 3.0 6 45 16 60 2.85 15° 6040 @
HS2RC030-0.5-20 RO.5 3.0 6 45 20 60 285 15° 6040 @
HS2RC030-0.5-26 R0.5 3.0 6 45 26 65 285 15° 6150 @
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NEW.
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D<6 D

>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

4 :\a\;ﬂzt?:r\;:l(o;soc;r;e;;?:::sr;r;jsm|IIs, from min. 0.02mm corner b 002mm H'5 20mm £ TORA S DT 2B,
- 2. . \ 72 = A= A
» More toughness and reduction of vibration under 1.0 mm diameter > 01 L[F‘waif’)%@‘*:ﬁ TROMIEER HEE) 2T 2
end mills at high speed cutting due to two step taper neck. TC‘%O)G{?”’Z‘ / 7 %RA, _ .
» Available more various effective length and overall length end mills P FREEMRRUEROBRITE Y 1BEWN) TEMTIONG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)
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N

HS2RC030-0.5-30 RO.5 3.0 6 4.5 30 70 2.85 15° 7170 | @
HS2RC030-0.5-35 RO.5 3.0 6 45 35 70 2.85 15° 7,170
HS2RC030-0.5-40 RO.5 3.0 6 45 40 80 2.85 15° 8,020
HS2RC030-1-8 R1.0 3.0 6 45 8 50 2585 15° 5,890
HS2RC030-1-10 R1.0 3.0 6 45 10 50 2585 15° 5890 @
HS2RC030-1-12 R1.0 3.0 6 45 12 50 2.85 15° 5,890
HS2RC030-1-14 R1.0 3.0 6 45 14 60 2585 15° 6040 @
HS2RC030-1-16 R1.0 3.0 6 4.5 16 60 2.85 15° 6040 @
HS2RC030-1-20 R1.0 3.0 6 4.5 20 60 2.85 15° 6,040
HS2RC030-1-26 R1.0 3.0 6 4.5 26 65 2.85 15° 6150 @
HS2RC030-1-30 R1.0 3.0 6 4.5 30 70 2.85 15° 7,170
HS2RC030-1-35 R1.0 3.0 6 4.5 35 70 2.85 15° 7,170
HS2RC030-1-40 R1.0 3.0 6 4.5 40 80 2.85 15° 8,020
HS2RC040-0.1-10 RO.1 4.0 6 6 10 50 3.85 15° 5,890
HS2RC040-0.1-12 RO.1 4.0 6 6 12 50 3.85 15° 5,890
HS2RC040-0.1-14 RO.1 4.0 6 6 14 60 3.85 15° 6040 @
HS2RC040-0.1-16 RO.1 4.0 6 6 16 60 3.85 15° 6040 @
HS2RC040-0.1-20 RO.1 4.0 6 6 20 60 3.85 15° 6,040
HS2RC040-0.1-26 | RO.1 4.0 6 6 26 65 3.85 15° 6,150
HS2RC040-0.1-30 | RO.1 4.0 6 6 30 70 3.85 15° 7,170
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for Pre-Hardened Steels

|HS2RC 2%
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6
Z | AICr | 71 Bl
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CARBIDE, 2 FLUTE CORNER RADIUS

O—F—F77 R CORVERRADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting
ability and wear resistance.

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels
of molds and dies, up to HRC55 and machine parts.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter
end mills at high speed cutting due to two step taper neck.

» Available more various effective length and overall length end mills
than previous standard products.

P HLWI—T 1 T ELUH LY —ILRSRICE Y., BN
YIHIRES & THEEREME HRIE,

> TUN— RV RES. 2BIBKUR A RBAEH. HRCSS
F TOMEMERTD YIHIITBN S,

P 002mm H 5 20mm £ TDHL 5T Y7 AMEBICHIS.

» 31 LFOFIEOEDIE. TEORIEAS HEE) T %

febDET IRy 7 A,
P A GEIRRUESROSRICE Y RBIEWY ZEITICN.

;

ol m—— 1
L1
e

B{¥7(mm) Unit: mm

R o gthof Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
D1 D2 L1 L3 L2
HS2RC040-0.1-35 RO.1 4.0 6 6 35 70 3.85 15° 7170 | @
HS2RC040-0.1-40 RO.1 4.0 6 6 40 80 3.85 15° 8,020
HS2RC040-0.1-45 RO.1 4.0 6 6 45 90 3.85 15° 8,660
HS2RC040-0.1-50 RO.1 4.0 6 6 50 100 3.85 15° 9,600
HS2RC040-0.2-10 RO.2 4.0 6 6 10 50 3.85 15° 5890 @
HS2RC040-0.2-12 RO.2 4.0 6 6 12 50 3.85 15° 5,890
HS2RC040-0.2-14 RO.2 4.0 6 6 14 60 3.85 15° 6,040
HS2RC040-0.2-16 RO.2 4.0 6 6 16 60 3.85 15° 6040 @
HS2RC040-0.2-20 RO.2 4.0 6 6 20 60 3.85 15° 6040 @
HS2RC040-0.2-26 RO.2 4.0 6 6 26 65 3.85 15° 6,150
HS2RC040-0.2-30 R0.2 4.0 6 6 30 70 3.85 15° 7,170
HS2RC040-0.2-35 RO.2 4.0 6 6 35 70 3.85 15° 7,170
HS2RC040-0.2-40 RO.2 4.0 6 6 40 80 3.85 15° 8,020
HS2RC040-0.2-45 RO.2 4.0 6 6 45 90 3.85 15° 8660 @
HS2RC040-0.2-50 RO.2 4.0 6 6 50 100 3.85 15° 9,600
HS2RC040-0.3-10 RO.3 4.0 6 6 10 50 3.85 15° 5,890
HS2RC040-0.3-12 RO.3 4.0 6 6 12 50 3.85 15° 5,890
HS2RC040-0.3-14 RO.3 4.0 6 6 14 50 3.85 15° 6040 @
HS2RC040-0.3-16 RO.3 4.0 6 6 16 50 3.85 15° 6,040
HS2RC040-0.3-20 RO.3 4.0 6 6 20 50 3.85 15° 6,040
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>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

4 :\a\;ﬂzt?:r\;:l(o;soc;r;e;;?:::sr;r;jsm|IIs, from min. 0.02mm corner b 002mm H'5 20mm £ TORA S DT 2B,
- 2. . \ 72 = A= A
» More toughness and reduction of vibration under 1.0 mm diameter > 01 L[F‘waif’)%@‘*:ﬁ TROMIEER HEE) 2T 2
end mills at high speed cutting due to two step taper neck. TC‘%O)G{?”’Z‘ / 7 %RA, _ .
» Available more various effective length and overall length end mills P FREEMRRUEROBRITE Y 1BEWN) TEMTIONG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

)

4
s
o=
WA
N
(7
=
N

HS2RC040-0.3-26 RO.3 4.0 6 6 26 65 3.85 15° 6,150
HS2RC040-0.3-30 RO.3 4.0 6 6 30 70 3.85 15° 7170 @
HS2RC040-0.3-35 RO.3 4.0 6 6 35 70 3.85 15° 7,170
HS2RC040-0.3-40 | R0.3 4.0 6 6 40 80 3.85 15° 8,020
HS2RC040-0.3-45 | R0.3 4.0 6 6 45 90 3.85 15° 8,660
HS2RC040-0.3-50 | R0.3 4.0 6 6 50 100 3.85 15° 9,600
HS2RC040-0.5-10 | R0.5 4.0 6 6 10 50 3.85 15° 5890 @
HS2RC040-0.5-12 RO.5 4.0 6 6 12 50 3.85 15° 589 | @
HS2RC040-0.5-14 RO.5 4.0 6 6 14 60 3.85 15° 6,040
HS2RC040-0.5-16 RO.5 4.0 6 6 16 60 3.85 15° 6040 @
HS2RC040-0.5-20 RO.5 4.0 6 6 20 60 3.85 15° 6040 @
HS2RC040-0.5-26 RO.5 4.0 6 6 26 65 3.85 15° 6150 @
HS2RC040-0.5-30 RO.5 4.0 6 6 30 70 3.85 15° 7,170
HS2RC040-0.5-35 RO.5 4.0 6 6 35 70 3.85 15° 7,170
HS2RC040-0.5-40 RO.5 4.0 6 6 40 80 3.85 15° 8020 @
HS2RC040-0.5-45 RO.5 4.0 6 6 45 90 3.85 15° 8,660
HS2RC040-0.5-50 RO.5 4.0 6 6 50 100 3.85 15° 9,600
HS2RC040-1-10 R1.0 4.0 6 6 10 50 3.85 15° 5890 @
HS2RC040-1-12 R1.0 4.0 6 6 12 50 3.85 15° 5,890
HS2RC040-1-14 R1.0 4.0 6 6 14 60 385 15° 6,040
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SOLID CARBIDE END MILL

KKK

ZIN—FVHRABETIY RV

for Pre-Hardened Steels

|HS2RC 2%

D<6 D>

6
Z | AICr | 71 Bl
30° | zo.010] £0.015 -base | 5 1T PSP

CARBIDE, 2 FLUTE CORNER RADIUS

O—F—F77 R CORVERRADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting
ability and wear resistance.

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels
of molds and dies, up to HRC55 and machine parts.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter
end mills at high speed cutting due to two step taper neck.

» Available more various effective length and overall length end mills
than previous standard products.

P HLWI—T 1 T ELUH LY —ILRSRICE Y., BN
YIHIRES & THEEREME HRIE,

> TUN— RV RES. 2BIBKUR A RBAEH. HRCSS
F TOMEMERTD YIHIITBN S,

P 002mm H 5 20mm £ TDHL 5T Y7 AMEBICHIS.

» 31 LFOFIEOEDIE. TEORIEAS HEE) T %

febDET IRy 7 A,
P A GEIRRUESROSRICE Y RBIEWY ZEITICN.

;

ol m—— 1
L1
e

B{¥7(mm) Unit: mm

R o gthof Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
D1 D2 L1 L3 L2
HS2RC040-1-16 R1.0 4.0 6 6 16 60 3.85 15° 6,040
HS2RC040-1-20 R1.0 4.0 6 6 20 60 3.85 15° 6040 @
HS2RC040-1-26 R1.0 4.0 6 6 26 65 3.85 15° 6,150
HS2RC040-1-30 R1.0 4.0 6 6 30 70 3.85 15° 7,170
HS2RC040-1-35 R1.0 4.0 6 6 35 70 3.85 15° 7170 | @
HS2RC040-1-40 R1.0 4.0 6 6 40 80 3.85 15° 8,020
HS2RC040-1-45 R1.0 4.0 6 6 45 90 3.85 15° 8,660
HS2RC040-1-50 R1.0 4.0 6 6 50 100 3.85 15° 9,600
HS2RC050-0.1-15 RO.1 5.0 6 8 15 60 4.85 15° 6040 @
HS2RC050-0.2-15 RO.2 5.0 6 8 15 60 4.85 15° 6,040
HS2RC050-0.3-15 RO.3 5.0 6 8 15 60 4.85 15° 6,040
HS2RC050-0.5-15 RO.5 5.0 6 8 15 60 4.85 15° 6,040
HS2RC050-1-15 R1.0 5.0 6 8 15 60 4.85 15° 6,040
HS2RC050-1.5-15 R1.5 5.0 6 8 15 60 4.85 15° 6040 @
HS2RC050-2-15 R2.0 5.0 6 8 15 60 4.85 15° 6,040
HS2RC060-0.1-20 RO.1 6.0 6 9 20 60 5.85 15° 6,040
HS2RC060-0.2-20 RO.2 6.0 6 9 20 60 5.85 15° 6040 @
HS2RC060-0.3-20 RO.3 6.0 6 9 20 60 5.85 15° 6,040
HS2RC060-0.3-30 RO.3 6.0 6 15 30 90 5.85 15° 6910 @
HS2RC060-0.5-20 RO.5 6.0 6 9 20 60 5.85 15° 6040 @
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRC e

D<6 D

>
%z J AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° | +0.010] £0.015 -base % 1¢ P.238~240

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

4 :\a\;ﬂzt?:r\;:l(o;soc;r;e;;?:::sr;r;jsm|IIs, from min. 0.02mm corner b 002mm H'5 20mm £ TORA S DT 2B,
- 2. . \ 72 = A= A
» More toughness and reduction of vibration under 1.0 mm diameter > 01 L[F‘waif’)%@‘*:ﬁ TROMIEER HEE) 2T 2
end mills at high speed cutting due to two step taper neck. TC‘%O)G{?”’Z‘ / 7 %RA, _ .
» Available more various effective length and overall length end mills P FREEMRRUEROBRITE Y 1BEWN) TEMTIONG.

than previous standard products.
R
/R — 5
M—- lﬂ D1
L,

Bi{i7(mm) Unit : mm
A -7 TR HE |vrvoE| IR BHFE 2R B |7T-N-¥A| TR |[EESR
CornerRadius | Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | Taper Angle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

HS2RC060-0.5-30 RO.5 6.0 6 15 30 920 5.85 15° 6,910
HS2RC060-1-20 R1.0 6.0 6 9 20 60 5.85 15° 6040 @
HS2RC060-1-30 R1.0 6.0 6 15 30 90 5.85 15° 6,910
HS2RC060-1.5-20 | R1.5 6.0 6 9 20 60 585 15° 6,040
HS2RC060-2-20 R2.0 6.0 6 9 20 60 585 15° 6,040
HS2RC080-0.1-25 | RO.1 8.0 8 12 25 70 7.7 45° 9,340
HS2RC080-0.2-25 | R0.2 8.0 8 12 25 70 7.7 45° 9,340
HS2RC080-0.3-25 RO.3 8.0 8 12 25 70 7.7 45° 9,340
HS2RC080-0.3-35 RO.3 8.0 8 20 35 100 7.7 45° 10360 @
HS2RC080-0.5-25 RO.5 8.0 8 12 25 70 7.7 45° 9340 @
HS2RC080-0.5-35 RO.5 8.0 8 20 35 100 7.7 45° 10,360
HS2RC080-1-25 R1.0 8.0 8 12 25 70 7.7 45° 9340 @
HS2RC080-1-35 R1.0 8.0 8 20 35 100 7.7 45° 10,360
HS2RC080-1.5-25 R1.5 8.0 8 12 25 70 7.7 45° 9,340
HS2RC080-2-25 R2.0 8.0 8 12 25 70 7.7 45° 9,340
HS2RC100-0.1-30 RO.1 10.0 10 15 30 75 9.7 45° 12,180
HS2RC100-0.2-30 RO.2 10.0 10 15 30 75 9.7 45° 12,180 | @
HS2RC100-0.3-30 RO.3 10.0 10 15 30 75 9.7 45° 12,180
HS2RC100-0.3-40 | R0.3 10.0 10 25 40 100 9.7 45° 13,280
HS2RC100-0.5-30 | R0.5 10.0 10 15 30 75 9.7 45° 12,180 @
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KKK

ZIN—FVHRABETIY RV

for Pre-Hardened Steels

|HS2RC 2%

D<6 D>

6
Z | AICr | 71 Bl
30° | zo.010] £0.015 -base | 5 1T PSP

CARBIDE, 2 FLUTE CORNER RADIUS

O—F—F77 R CORVERRADIUS

B 28IA TRy A—F—SOTFRAIVEFINW

» Due to new coating and new tool geometry, outstanding cutting
ability and wear resistance.

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels
of molds and dies, up to HRC55 and machine parts.

» Available various corner radius end mills, from min. 0.02mm corner
radius to max. 2.0 mm corner radius.

» More toughness and reduction of vibration under 1.0 mm diameter
end mills at high speed cutting due to two step taper neck.

» Available more various effective length and overall length end mills
than previous standard products.

P HLWI—T 1 T ELUH LY —ILRSRICE Y., BN
YIHIRES & THEEREME HRIE,

> TUN— RV RES. 2BIBKUR A RBAEH. HRCSS
F TOMEMERTD YIHIITBN S,

P 002mm H 5 20mm £ TDHL 5T Y7 AMEBICHIS.

» 31 LFOFIEOEDIE. TEORIEAS HEE) T %

febDET IRy 7 A,
P A GEIRRUESROSRICE Y RBIEWY ZEITICN.

;

ol m—— 1
L1
e

B{¥7(mm) Unit: mm

R o gthof Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle | Unit Price (JPY) | STOCK
D1 D2 L1 L3 L2
HS2RC100-0.5-40 RO.5 10.0 10 25 40 100 9.7 45° 13280 @
HS2RC100-1-30 R1.0 10.0 10 15 30 75 9.7 45° 12,180 @
HS2RC100-1-40 R1.0 10.0 10 25 40 100 9.7 45° 13,280
HS2RC100-1.5-30 R1.5 10.0 10 15 30 75 9.7 45° 12,180
HS2RC100-2-30 R2.0 10.0 10 15 30 75 9.7 45° 12,180
HS2RC120-0.2-32 RO.2 12.0 12 18 32 80 1.7 45° 16,360
HS2RC120-0.3-32 RO.3 12.0 12 18 32 80 1.7 45° 16,360
HS2RC120-0.3-45 RO.3 12.0 12 30 45 110 1.7 45° 18,170
HS2RC120-0.5-32 RO.5 12.0 12 18 32 80 1.7 45° 16360 @
HS2RC120-0.5-45 RO.5 12.0 12 30 45 110 1.7 45° 18170 | @
HS2RC120-1-32 R1.0 12.0 12 18 32 80 1.7 45° 16,360 @
HS2RC120-1-45 R1.0 12.0 12 30 45 110 1.7 45° 18,170
HS2RC120-1.5-32 R1.5 12.0 12 18 32 80 11.7 45° 16,360
HS2RC120-2-32 R2.0 12.0 12 18 32 80 11.7 45° 16,360
HS2RC160-0.5-35 RO.5 16.0 16 20 35 100 15.7 45° 34,680
HS2RC160-0.5-50 RO.5 16.0 16 35 50 150 15.7 45° 42,110
HS2RC160-1-35 R1.0 16.0 16 20 35 100 15.7 45° 34680 @
HS2RC160-1-50 R1.0 16.0 16 35 50 150 15.7 45° 42,110
HS2RC200-0.5-40 RO.5 20.0 20 25 40 100 19.7 45° 44,430
HS2RC200-0.5-55 RO.5 20.0 20 40 55 150 19.7 45° 53,960
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NEW.
KK ) sOLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRC 2z

D<6 D>

6
& J AlCr | t7 Hl O—7F—F 7 R CORERRADIUS
30° | x0.010] £0.015 -base | 5% 11 [SEPYN

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2WIAY IRy A—F—5ITRAIVERI

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TORIERRO NI B 3

» Available various corner radius end mills, from min. 0.02mm corner S == -
, mm T ﬁ Qf’7‘ 57 2 ‘é 41\ rﬂ‘
radius to max. 2.0 mm corner radius. > 002mm 55 20mm & CORA 5527 ZAEIEHIS.

» More toughness and reduction of vibration under 1.0 mm diameter > OV ATFOFEOLOE, TREOBIEER HEE) ZHIT 2

end mills at high speed cutting due to two step taper neck. TC‘V)G)Q\?\) % / 7 &R, _ ‘
» Available more various effective length and overall length end mills P FREEMRRUEROBRITE Y 1BEWN) TEMTIONG.

than previous standard products.
R
R — 4
M—- lﬂ D1
L,

BI(mm) Unit: mm
A% 77 TR AE |VvvoE| IR BTR 2R BE |7-1N-%A| EE |[EES
CornerRadius |  Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | Neck Diameter | TaperAngle |Unit Price (JPY)| STOCK

EDP No.

R D1 D2 L1 L3 L2

2
g
X
aT
-4
iy
2
(7
3
R

HS2RC200-1-40 R1.0 20.0 20 25 40 100 19.7 45° 44430 | @
HS2RC200-1-55 R1.0 20.0 20 40 55 150 19.7 45° 53,960
HEFA X A—F—5IT7ARE HERE vV IRRE
Mill Diameter Corner Radius Tolerance (mm) | Mill Dia. Tolerance (mm) Shank Dia. Tolerance
D1<06 +0.010 0~-0.012 h6
D1>06 +0.015 0~-0.015
bl /g8 7UN-FUE A RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum Stsatlg::s Titanium
o e | e | e | e | | | [ © ] | |
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SERIES

D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° |26~30°] *0.02 -base | 5% 1+ o9

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIHRES] & THEEFE M A 3648,
» Excellent performance when cutting pre-hardened steels, up to P SRIE LR A A FRETNBHRCSS T THT Y /N\— KR8
HRC55 which are used for molds & dies. DY BN AL B RIE

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end
mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

> ARBOUEDTY FI)UICEZHRGER ChazaEL. N
IROEE) Zif. TEOEFREZERASES,

N
<
/lm
%
Sm
=52
[ -}
=z
A
g

& = — S e =it
- | A

B {T7(mm) Unit : mm
AE -3 TA HE DAL IR 2R T—IN—%A TEf EES
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR010-0.05 R0.05 1.0 6 25 50 10°/20° 5,280
HS4CR010-0.1 RO.1 1.0 6 25 50 10°/20° 5,280 ( }
HS4CR010-0.2 RO.2 1.0 6 25 50 10°/20° 5,280 [ }
HS4CR010-0.3 RO.3 1.0 6 25 50 10°/20° 5280 @
HS4CR012-0.05 R0.05 1.2 6 3 50 15° 5,280
HS4CR012-0.1 RO.1 1.2 6 3 50 15° 5,280
HS4CR012-0.2 R0.2 1.2 6 3 50 15° 5,280
HS4CR012-0.3 RO.3 1.2 6 3 50 15° 5,280 [ }
HS4CR015-0.05 R0.05 15 6 4 50 15° 5,280
HS4CR015-0.1 RO.1 15 6 4 50 15° 5,280 ()
HS4CR015-0.2 RO.2 1.5 6 4 50 15° 5,280
HS4CR015-0.3 RO.3 1.5 6 4 50 15° 5,280
HS4CR015-0.5 RO.5 1.5 6 4 50 15° 5,280 ()
HS4CR020-0.1 RO.1 2.0 6 6 50 15° 5,280 ()
HS4CR020-0.2 RO.2 2.0 6 6 50 15° 5,280 o
HS4CR020-0.3 RO.3 2.0 6 6 50 15° 5,280 ()
HS4CR020-0.5 RO.5 2.0 6 6 50 15° 5,280 o
HS4CR025-0.1 RO.1 2.5 6 7 60 15° 5,500
HS4CR025-0.2 R0.2 25 6 7 60 15° 5,500
HS4CR025-0.3 R0.3 2.5 6 7 60 15° 5,500
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL ) ‘
for Pre-Hardened Steels |HS4CR""7‘

SERIES
D<3 D>3

4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° |26~30°] *o0.02 -base | 5% 1+ o9

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end b HEREOLLEDTY K3 Ucidetiih ChasmEL. m

mills, vibration can be minimized at cutting, and wear of cutting tool NS N
=] S
can be decreased too. IB%'}U) gey %gﬂﬁjx Ix@gﬁ%glﬁﬁg ﬁ'éo

)

4
s
o=
WA
N
(7
=
N

/R Via
= == o[ SSsyfo
| A

Bi{i7(mm) Unit : mm
_ | WE | vrvsE | AR 2E |7-N\-%m| #E | wER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR025-0.5 RO.5 25 6 7 60 15° 5,500 ()
HS4CR030-0.1 RO.1 3.0 6 8 60 15° 5,500 o
HS4CR030-0.2 RO.2 3.0 6 8 60 15° 5,500 o
HS4CR030-0.3 RO.3 3.0 6 8 60 15° 5500 @
HS4CR030-0.5 RO.5 3.0 6 8 60 15° 5500 @
HS4CR030-1 R1.0 3.0 6 8 60 15° 5500 @
HS4CR035-0.1 RO.1 35 6 10 70 15° 5,660
HS4CR035-0.2 RO.2 3.5 6 10 70 15° 5,660
HS4CR035-0.3 RO.3 3.5 6 10 70 15° 5,660
HS4CR035-0.5 RO.5 3.5 6 10 70 15° 5,660 ( }
HS4CR040-0.1-70 RO.1 4.0 4 10 70 - 5,580
HS4CR040-0.1-100 RO.1 4.0 4 10 100 - 6,410
HS4CR040-0.2-70 RO.2 4.0 4 10 70 - 5,580 ( ]
HS4CR040-0.2-100 R0.2 4.0 4 10 100 - 6,410
HS4CR040-0.3-70 RO.3 4.0 4 10 70 - 5,580
HS4CR040-0.3-100 RO.3 4.0 4 10 100 - 6,410 ( ]
HS4CR0404-0.5-70 RO.5 4.0 4 10 70 - 5,580 [ }
HS4CR0404-0.5-100 RO.5 4.0 4 10 100 - 6,410
HS4CR040-1-70 R1.0 4.0 4 10 70 - 5,580
HS4CR040-1-100 R1.0 4.0 4 10 100 - 6,410
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4CR""‘7‘

SERIES

D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° |26~30°] *0.02 -base | 5% 1+ o9

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

N ability and wear resistance. ISIREN & THES LM & 348,

= o » Excellent pferformance when cutting pre—hardened steels, up to P SRE KO A RIABRETNBHRCGS ETCDTY/N\— R4
_\l; s > gti? gsh\/’lvur::?r:ealr-ieeﬁi?grfgroﬁrzrilc:::r 3.0mm diameter end DIFITENIIERE ZRE:

%E mills, vibratic’;)n can be minimized at cutting,.and wear of cutting tool > 8 ®3'9 L%(IJ:(DI\I/ PE;MU;"%*%?D_E*LQ%FH% L. i
% X can be decreased too. TEROEE ) Ziifl. TEOERZHEREE5,

& = — S e =it
- | A

B {T7(mm) Unit : mm
AE -3 TA HE DAL IR 2R T—IN—%A TEf EES
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR0406-0.1-70 RO.1 4.0 6 10 70 15° 5,660 [ )
HS4CR0406-0.2-70 RO.2 4.0 6 10 70 15° 5,660 ( J
HS4CR0406-0.3-70 RO.3 4.0 6 10 70 15° 5,660 [ J
HS4CR040-0.5 RO.5 4.0 6 10 70 15° 5,660 o
HS4CR0406-1-70 R1.0 4.0 6 10 70 15° 5,660 o
HS4CR045-0.1 RO.1 45 6 11 80 15° 5,920
HS4CR045-0.2 RO.2 4.5 6 11 80 15° 5,920
HS4CR045-0.3 RO.3 4.5 6 11 80 15° 5920 [ J
HS4CR045-0.5 RO.5 4.5 6 11 80 15° 5,920
HS4CR050-0.1 RO.1 5.0 6 13 90 15° 6,150 ()
HS4CR050-0.2 RO.2 5.0 6 13 90 15° 6,150 ()
HS4CR050-0.3 RO.3 5.0 6 13 90 15° 6,150 o
HS4CR050-0.5 RO.5 5.0 6 13 90 15° 6,150 o
HS4CR050-1 R1.0 5.0 6 13 90 15° 6,150 o
HS4CR055-0.1 RO.1 5.5 6 13 90 15° 6,150
HS4CR055-0.2 RO.2 5.5 6 13 90 15° 6,150
HS4CR055-0.3 RO.3 5.5 6 13 90 15° 6,150
HS4CR055-0.5 RO.5 5.5 6 13 90 15° 6,150 ( }
HS4CR055-1 R1.0 5.5 6 13 90 15° 6,150
HS4CR060-0.1-60 RO.1 6.0 6 15 60 - 5,500 o
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4CR;’E'§.'E§

D<3 D3
4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° |26~30°] *o0.02 -base | 5% 1+ o9

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end b HEREOLLEDTY K3 Ucidetiih ChasmEL. m

mills, vibration can be minimized at cutting, and wear of cutting tool NS N
=] S
can be decreased too. IB%'}U) gey %gﬂﬁjx Ix@gﬁ%glﬁﬁg ﬁ'éo

)

4
s
o=
WA
N
(7
=
N

/R Via
= == o[ SSsyfo
| A

Bi{i7(mm) Unit : mm
_ | WE | vrvsE | AR 2E |7-N\-%m| #E | wER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR060-0.1-90 RO.1 6.0 6 15 90 - 6,150 o
HS4CR060-0.2-60 RO.2 6.0 6 15 60 - 5,500 o
HS4CR060-0.2-90 RO.2 6.0 6 15 90 = 6,150

HS4CR060-0.3-60 RO.3 6.0 6 15 60 - 5,500 o
HS4CR060-0.3 RO.3 6.0 6 15 90 - 6,150 (]
HS4CR060-0.5-60 RO.5 6.0 6 15 60 - 5,500

HS4CR060-0.5 RO.5 6.0 6 15 90 - 6,150 [ ]
HS4CR060-0.5-110 RO.5 6.0 6 15 110 = 7,370 ( }
HS4CR060-0.5-130 RO.5 6.0 6 15 130 = 7,930 o
HS4CR060-1-60 R1.0 6.0 6 15 60 - 5,500 o
HS4CR060-1 R1.0 6.0 6 15 90 - 6,150 ( }
HS4CR060-1-110 R1.0 6.0 6 15 110 - 7,370 o
HS4CR060-1-130 R1.0 6.0 6 15 130 - 7,930 [ )
HS4CR060-1.5 R1.5 6.0 6 15 90 - 6,150 ( J
HS4CR060-2 R2.0 6.0 6 15 90 - 6,150 o
HS4CR070-0.1 RO.1 7.0 8 16 90 15° 9,530

HS4CR070-0.2 RO.2 7.0 8 16 90 15° 9,530 [ J
HS4CR070-0.3 RO.3 7.0 8 16 90 15° 9,530

HS4CR070-0.5 RO.5 7.0 8 16 90 15° 9,530

HS4CR070-1 R1.0 7.0 8 16 90 15° 9,530
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ZIN—FVHRABETIY RV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4CR YY=-X

SERIES

D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° |26~30°] *0.02 -base | 5% 1+ o9

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

N ability and wear resistance. ISIREN & THES LM & 348,

= o » Excellent pferformance when cutting pre—hardened steels, up to P SRE KO A RIABRETNBHRCGS ETCDTY/N\— R4
_\l; s > gti? gsh\/’lvur::?r:ealr-ieeﬁi?grfgroﬁrzrilc:::r 3.0mm diameter end DIFITENIIERE ZRE:

%E mills, vibratic’;)n can be minimized at cutting,.and wear of cutting tool > 8 ®3'9 L%(IJ:(DI\I/ PE;MU;"%*%?D_E*LQ%FH% L. i
% X can be decreased too. TEROEE ) Ziifl. TEOERZHEREE5,

& = — S e =it
- | A

B {T7(mm) Unit : mm
AE -3 TA HE DAL IR 2R T—IN—%A TEf EES
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR070-2 R2.0 7.0 8 16 90 15° 9,530

HS4CR080-0.1 RO.1 8.0 8 20 100 - 9,910 ( }
HS4CR080-0.2 RO.2 8.0 8 20 100 - 9,910 [ }
HS4CR080-0.3-70 R0.3 8.0 8 20 70 - 8800 @
HS4CR080-0.3-100 RO.3 8.0 8 20 100 - 9910 | @
HS4CR080-0.5-70 RO.5 8.0 8 20 70 - 8800 @
HS4CR080-0.5-100 RO.5 8.0 8 20 100 - 9910 @
HS4CR080-0.5-120 RO.5 8.0 8 20 120 = 11,730

HS4CR080-0.5-150 RO.5 8.0 8 20 150 = 13,160

HS4CR080-1-70 R1.0 8.0 8 20 70 - 8,800

HS4CR080-1 R1.0 8.0 8 20 100 - 9,910 ()
HS4CR080-1-120 R1.0 8.0 8 20 120 - 11,730

HS4CR080-1-150 R1.0 8.0 8 20 150 - 13,160 ()
HS4CR080-1.5 R1.5 8.0 8 20 100 - 9,910 ()
HS4CR080-2 R2.0 8.0 8 20 100 - 9,910 ()
HS4CR080-2.5 R2.5 8.0 8 20 100 - 9,910

HS4CR080-3 R3.0 8.0 8 20 100 - 9,910 o
HS4CR100-0.1 RO.1 10.0 10 25 100 - 12,720 ( ]
HS4CR100-0.2 R0.2 10.0 10 25 100 - 12720 | @
HS4CR100-0.3-75 R0.3 10.0 10 25 75 - 11540 | @
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4CR U=%

SERIES
D<3 D>3

4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° |26~30°] *o0.02 -base | 5% 1+ o9

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end
mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

P IRBOUEDTY FI)UCIEZHRGR ChazBaEL.
TROLEY Zifl TEOEHZERSE .

/R Via
= == o[ SSsyfo
| A

Bi{i7(mm) Unit : mm
_ | WE | vrvsE | AR 2E |7-N\-%m| #E | wER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR100-0.3-100 RO.3 10.0 10 25 100 - 12,720 ()
HS4CR100-0.5-75 RO.5 10.0 10 25 75 - 11,540 o
HS4CR100-0.5 RO.5 10.0 10 25 100 - 12,720 o
HS4CR100-0.5-130 RO.5 10.0 10 22 130 - 15140 | @
HS4CR100-0.5-150 RO.5 10.0 10 22 150 - 16960 | @
HS4CR100-1-75 R1.0 10.0 10 25 75 - 11540 @
HS4CR100-1 R1.0 10.0 10 25 100 - 12720 | @
HS4CR100-1-130 R1.0 10.0 10 22 130 = 15,140 ( ]
HS4CR100-1-150 R1.0 10.0 10 22 150 = 16,960

HS4CR100-1.5 R1.5 10.0 10 25 100 - 12720 @
HS4CR100-2 R2.0 10.0 10 25 100 - 12720 @
HS4CR100-2.5 R2.5 10.0 10 25 100 - 12,720 ( }
HS4CR100-3 R3.0 10.0 10 25 100 - 12,720 ( }
HS4CR100-4 R4.0 10.0 10 25 100 - 12,720 ( ]
HS4CR110-0.2 RO.2 11.0 12 25 110 - 17,530

HS4CR110-0.3 RO.3 11.0 12 25 110 - 17,530

HS4CR110-0.5 RO.5 11.0 12 25 110 - 17,530

HS4CR110-1 R1.0 11.0 12 25 110 - 17530 | @
HS4CR110-2 R2.0 11.0 12 25 110 - 17,530

HS4CR120-0.1 RO.1 12.0 12 30 110 - 17530 | @
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4CR;’E';;§

D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° |26~30°] *0.02 -base | 5% 1+ o9

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

N ability and wear resistance. ISIREN & THES LM & 348,

= o » Excellent pferformance when cutting pre—hardened steels, up to P SRE KO A RIABRETNBHRCGS ETCDTY/N\— R4
_\l; s > gti? gsh\/’lvur::?r:ealr-ieeﬁi?grfgroﬁrzrilc:::r 3.0mm diameter end DIFITENIIERE ZRE:

%E mills, vibratic’;)n can be minimized at cutting,.and wear of cutting tool > 8 ®3'9 L%(IJ:(DI\I/ PE;MU;"%*%?D_E*LQ%FH% L. i
% X can be decreased too. TEROEE ) Ziifl. TEOERZHEREE5,

& = — S e =it
- | A

B {T7(mm) Unit : mm
AE -3 TA HE DAL IR 2R T—IN—%A TEf EES
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR120-0.2 RO.2 12.0 12 30 110 - 17,530 [ ]
HS4CR120-0.3-80 RO.3 12.0 12 30 80 - 15,590
HS4CR120-0.3-110 RO.3 12.0 12 30 110 - 17,530 [ }
HS4CR120-0.5-80 RO.5 12.0 12 30 80 - 15590 | @
HS4CR120-0.5 RO.5 12.0 12 30 110 - 17530 | @
HS4CR120-0.5-130 RO.5 12.0 12 30 130 - 18,930
HS4CR120-0.5-150 RO.5 12.0 12 30 130 - 21,450
HS4CR120-1-80 R1.0 12.0 12 30 80 = 15,590
HS4CR120-1 R1.0 12.0 12 30 110 - 17,530 o
HS4CR120-1-130 R1.0 12.0 12 30 130 - 18,930
HS4CR120-1-150 R1.0 12.0 12 30 130 - 21,450 ()
HS4CR120-1.5 R1.5 12.0 12 30 110 - 17,530 o
HS4CR120-2 R2.0 12.0 12 30 110 - 17,530 [ )
HS4CR120-2.5 R2.5 12.0 12 30 110 - 17,530
HS4CR120-3 R3.0 12.0 12 30 110 - 17,530 o
HS4CR120-4 R4.0 12.0 12 30 110 - 17,530 o
HS4CR120-5 R5.0 12.0 12 30 110 - 17,530 o
HS4CR140-0.5 RO.5 14.0 16 35 150 - 35,670
HS4CR140-1 R1.0 14.0 16 35 150 - 35,670
HS4CR140-2 R2.0 14.0 16 35 150 - 35,670
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NEW. 7yN—FYEREETIY K3
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4CR U=%

SERIES
D<3 D>3

R AlCr | t7 Hl O—7F—F 7 R CORERRADIUS
30° ]26~30°] 0.02 -base | 5 1+ 98

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN TR B RIE,

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end
mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

P IRBOUEDTY FI)UCIEZHRGR ChazBaEL.
IO zif, TEOEREZEREE 2.

/R Via
= === oa[ S
| L o

Bi{i7(mm) Unit : mm
R -7 1A HE PR A& 353 T—IN—%F TEA EER
Corner Radius Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

HS4CR160-0.5 RO.5 16.0 16 32 150 = 42,080
HS4CR160-1 R1.0 16.0 16 32 150 = 42,080 ()
HS4CR160-1.5 R1.5 16.0 16 32 150 = 42,080
HS4CR160-2 R2.0 16.0 16 32 150 = 42,080 ([ ]
HS4CR200-0.5 RO.5 20.0 20 38 150 = 54,030
HS4CR200-1 R1.0 20.0 20 38 150 = 54,030 ( ]
HS4CR200-1.5 R1.5 20.0 20 38 150 = 54,030
HS4CR200-2 R2.0 20.0 20 38 150 = 54,030 ([ J

A—F—FIT7ARE HBAE PAPILIN 2

Corner Radius Tolerance (mm) | Mill Dia. Tolerance (mm) Shank Dia. Tolerance
+0.02 0~-0.03 hé

bl /g8 7UN-FUE A RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum Stsat'g::S Titanium
o e | e | e | e | | | [ © ] | |
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4RC zu-2

SERIES

D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%giﬁ%%iﬁfﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

R AR

ﬂ oo [ I E— B

LGLE‘

Lz‘

B {T7(mm) Unit : mm
A 1= TA IE |vrvoR| IR BTR £ BE |ToN\-%A| EM |[EER
Comer Radius Mill Diameter | Shank Diameter | ~Length of Cut Length BelowShank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC010-0.05-3 R0.05 1.0 4 1.5 3 50 0.95 10°/20° 6,220
HS4RC010-0.05-4 R0.05 1.0 4 1.5 4 50 0.95 10°/20° 6,220
HS4RC010-0.05-6 R0.05 1.0 4 1.5 6 50 0.95 10°/20° 6220 @
HS4RC010-0.05-8 | R0.05 1.0 4 15 8 50 0.95 10°/20° 6220 @
HS4RC010-0.05-10 | R0.05 1.0 4 15 10 50 0.95 10°/20° 6,220
HS4RC010-0.05-12 | R0.05 1.0 4 15 12 50 0.95 10°/20° 6,220
HS4RC010-0.05-14 | R0.05 1.0 4 15 14 50 0.95 10°/20° 6220 @
HS4RC010-0.05-16 | R0.05 1.0 4 1.5 16 50 0.95 10°/20° 6,220
HS4RC010-0.05-20 | R0.05 1.0 4 1.5 20 50 0.95 10°/20° 6,220
HS4RC010-0.1-3 RO.1 1.0 4 1.5 3 50 0.95 10°/20° 6,220
HS4RC010-0.1-4 RO.1 1.0 4 1.5 4 50 0.95 10°/20° 6220 @
HS4RC010-0.1-6 RO.1 1.0 4 1.5 6 50 0.95 10°/20° 6220 @
HS4RC010-0.1-8 RO.1 1.0 4 1.5 8 50 0.95 10°/20° 6,220
HS4RC010-0.1-10 RO.1 1.0 4 1.5 10 50 0.95 10°/20° 6,220
HS4RC010-0.1-12 RO.1 1.0 4 1.5 12 50 0.95 10°/20° 6,220
HS4RC010-0.1-14 RO.1 1.0 4 1.5 14 50 0.95 10°/20° 6220 @
HS4RC010-0.1-16 RO.1 1.0 4 1.5 16 50 0.95 10°/20° 6,220
HS4RC010-0.1-20 RO.1 1.0 4 1.5 20 50 0.95 10°/20° 6,220
HS4RC010-0.2-3 R0.2 1.0 4 15 3 50 0.95 10°/20° 6,220
HS4RC010-0.2-4 R0.2 1.0 4 15 4 50 0.95 10%/20° 6,220
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4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC010-0.2-6 RO.2 1.0 4 1.5 6 50 0.95 10°/20° 6220 @
HS4RC010-0.2-8 R0.2 1.0 4 1.5 8 50 0.95 10°/20° 6,220
HS4RC010-0.2-10 RO.2 1.0 4 1.5 10 50 0.95 10°/20° 6220 @
HS4RC010-0.2-12 R0.2 1.0 4 15 12 50 0.95 10°/20° 6,220
HS4RC010-0.2-14 R0.2 1.0 4 15 14 50 0.95 10°/20° 6,220
HS4RC010-0.2-16 R0.2 1.0 4 15 16 50 0.95 10°/20° 6,220
HS4RC010-0.2-20 R0.2 1.0 4 15 20 50 0.95 10°/20° 6,220
HS4RC010-0.3-3 RO.3 1.0 4 1.5 3 50 0.95 10°/20° 6220 @
HS4RC010-0.3-4 RO.3 1.0 4 1.5 4 50 0.95 10°/20° 6,220
HS4RC010-0.3-6 RO.3 1.0 4 1.5 6 50 0.95 10°/20° 6220 @
HS4RC010-0.3-8 RO.3 1.0 4 1.5 8 50 0.95 10°/20° 6220 @
HS4RC010-0.3-10 RO.3 1.0 4 1.5 10 50 0.95 10°/20° 6,220
HS4RC010-0.3-12 RO.3 1.0 4 1.5 12 50 0.95 10°/20° 6,220
HS4RC010-0.3-14 RO.3 1.0 4 1.5 14 50 0.95 10°/20° 6,220
HS4RC010-0.3-16 RO.3 1.0 4 1.5 16 50 0.95 10°/20° 6,220
HS4RC010-0.3-20 RO.3 1.0 4 1.5 20 50 0.95 10°/20° 6220 @
HS4RC012-0.05-3 R0.05 1.2 4 1.8 3 50 1.15 15° 6,220
HS4RC012-0.05-4 R0.05 1.2 4 1.8 4 50 1.15 15° 6,220
HS4RC012-0.05-6 | R0.05 1.2 4 18 6 50 1.15 15° 6220 @
HS4RC012-0.05-8 | R0.05 1.2 4 1.8 8 50 1.15 15° 6,220
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D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%gii%%iﬁ‘;fﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

/_

R
§1D1
| s L1 |

/R
————e,. —— 07 pe| [

| L2

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | OverallLength | NeckDiameter | TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC012-0.05-10 | RO0.05 1.2 4 1.8 10 50 1.15 15° 6,220
HS4RC012-0.05-12 | RO0.05 1.2 4 1.8 12 50 1.15 15° 6220 @
HS4RC012-0.05-16 | R0.05 1.2 4 1.8 16 50 1.15 15° 6,220
HS4RC012-0.05-20 | R0.05 1.2 4 1.8 20 50 1.15 15° 6,220
HS4RC012-0.1-3 RO.1 1.2 4 1.8 3 50 1.15 15° 6,220
HS4RC012-0.1-4 RO.1 1.2 4 1.8 4 50 1.15 15° 6220 @
HS4RC012-0.1-6 RO.1 1.2 4 1.8 6 50 1.15 15° 6,220
HS4RC012-0.1-8 RO.1 1.2 4 1.8 8 50 1.15 15° 6,220
HS4RC012-0.1-10 RO.1 1.2 4 1.8 10 50 1.15 15° 6,220
HS4RC012-0.1-12 RO.1 1.2 4 1.8 12 50 1.15 15° 6220 @
HS4RC012-0.1-16 RO.1 1.2 4 1.8 16 50 1.15 15° 6,220
HS4RC012-0.1-20 RO.1 1.2 4 1.8 20 50 1.15 15° 6,220
HS4RC012-0.2-3 RO.2 1.2 4 1.8 3 50 1.15 15° 6,220
HS4RC012-0.2-4 RO.2 1.2 4 1.8 4 50 1.15 15° 6,220
HS4RC012-0.2-6 RO.2 1.2 4 1.8 6 50 1.15 15° 6,220
HS4RC012-0.2-8 R0.2 1.2 4 1.8 8 50 1.15 15° 6,220
HS4RC012-0.2-10 RO.2 1.2 4 1.8 10 50 1.15 15° 6,220
HS4RC012-0.2-12 R0.2 1.2 4 1.8 12 50 1.15 15° 6220 @
HS4RC012-0.2-16 R0.2 1.2 4 18 16 50 1.15 15° 6,220
HS4RC012-0.2-20 R0.2 1.2 4 18 20 50 1.15 15° 6,220
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D<3 D3
4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC012-0.3-3 RO.3 1.2 4 1.8 3 50 1.15 15° 6,220
HS4RC012-0.3-4 RO.3 1.2 4 1.8 4 50 1.15 15° 6,220
HS4RC012-0.3-6 RO.3 1.2 4 1.8 6 50 1.15 15° 6,220
HS4RC012-0.3-8 RO.3 1.2 4 18 8 50 1.15 15° 6220 @
HS4RC012-0.3-10 RO.3 1.2 4 18 10 50 1.15 15° 6,220
HS4RC012-0.3-12 RO.3 1.2 4 18 12 50 115 15° 6220 @
HS4RC012-0.3-16 RO.3 1.2 4 18 16 50 1.15 15° 6,220
HS4RC012-0.3-20 RO.3 1.2 4 1.8 20 50 1.15 15° 6,220
HS4RC015-0.05-4 R0.05 15 4 23 4 50 145 15° 6,220
HS4RC015-0.05-6 R0.05 1.5 4 23 6 50 145 15° 6,220
HS4RC015-0.05-8 R0.05 15 4 23 8 50 145 15° 6220 @
HS4RC015-0.05-10 | R0.05 15 4 23 10 50 145 15° 6,220
HS4RC015-0.05-12 | R0.05 15 4 23 12 50 145 15° 6,220
HS4RC015-0.05-14 | R0.05 1.5 4 23 14 50 1.45 15° 6,220
HS4RC015-0.05-16 | R0.05 1.5 4 23 16 50 1.45 15° 6220 @
HS4RC015-0.05-20 | RO0.05 15 4 23 20 50 145 15° 6,220
HS4RC015-0.05-22 | RO0.05 15 4 23 22 60 1.45 15° 6,480
HS4RC015-0.05-26 | RO0.05 15 4 23 26 60 1.45 15° 6,480
HS4RC015-0.1-4 RO.1 1.5 4 23 4 50 1.45 15° 6,220
HS4RC015-0.1-6 RO.1 1.5 4 23 6 50 1.45 15° 6220 @
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for Pre-Hardened Steels |HS4RC -z

D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%gii%%iﬁ‘;fﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

/_

R
§1D1
| s L1 |

/R
————e,. —— 07 pe| [

| L2

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | OverallLength | NeckDiameter | TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC015-0.1-8 RO.1 15 4 23 8 50 145 15° 6,220
HS4RC015-0.1-10 RO.1 1.5 4 23 10 50 1.45 15° 6220 @
HS4RC015-0.1-12 RO.1 15 4 23 12 50 1.45 15° 6,220
HS4RC015-0.1-14 RO.1 1.5 4 23 14 50 1.45 15° 6,220
HS4RC015-0.1-16 RO.1 1.5 4 23 16 50 1.45 15° 6,220
HS4RC015-0.1-20 RO.1 1.5 4 23 20 50 1.45 15° 6220 @
HS4RC015-0.1-22 RO.1 1.5 4 23 22 60 145 15° 6,480
HS4RC015-0.1-26 RO.1 1.5 4 23 26 60 145 15° 6,480
HS4RC015-0.2-4 RO.2 1.5 4 23 4 50 145 15° 6,220
HS4RC015-0.2-6 RO.2 1.5 4 23 6 50 145 15° 6220 @
HS4RC015-0.2-8 RO.2 1.5 4 23 8 50 145 15° 6220 @
HS4RC015-0.2-10 RO.2 1.5 4 23 10 50 145 15° 6,220
HS4RC015-0.2-12 RO.2 1.5 4 23 12 50 145 15° 6,220
HS4RC015-0.2-14 R0.2 1.5 4 23 14 50 145 15° 6,220
HS4RC015-0.2-16 RO.2 1.5 4 23 16 50 145 15° 6,220
HS4RC015-0.2-20 R0.2 1.5 4 23 20 50 1.45 15° 6220 @
HS4RC015-0.2-22 RO.2 1.5 4 23 22 60 1.45 15° 6,480
HS4RC015-0.2-26 R0.2 1.5 4 23 26 60 1.45 15° 6,480
HS4RC015-0.3-4 RO.3 1.5 4 23 4 50 1.45 15° 6,220
HS4RC015-0.3-6 RO.3 1.5 4 23 6 50 1.45 15° 6220 @
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D<3 D3
4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC015-0.3-8 RO.3 1.5 4 23 8 50 145 15° 6,220
HS4RC015-0.3-10 RO.3 1.5 4 23 10 50 1.45 15° 6,220
HS4RC015-0.3-12 RO.3 1.5 4 23 12 50 145 15° 6,220
HS4RC015-0.3-14 RO.3 1.5 4 23 14 50 1.45 15° 6,220
HS4RC015-0.3-16 RO.3 1.5 4 23 16 50 145 15° 6220 @
HS4RC015-0.3-20 RO.3 1.5 4 23 20 50 145 15° 6,220
HS4RC015-0.3-22 RO.3 1.5 4 23 22 60 145 15° 6,480
HS4RC015-0.3-26 RO.3 1.5 4 23 26 60 145 15° 6,480
HS4RC015-0.5-4 RO.5 15 4 23 4 50 145 15° 6,220
HS4RC015-0.5-6 RO.5 1.5 4 23 6 50 145 15° 6220 @
HS4RC015-0.5-8 RO.5 15 4 23 8 50 145 15° 6220 @
HS4RC015-0.5-10 RO.5 15 4 23 10 50 145 15° 6,220
HS4RC015-0.5-12 RO.5 15 4 23 12 50 145 15° 6220 @
HS4RC015-0.5-14 RO.5 1.5 4 23 14 50 1.45 15° 6,220
HS4RC015-0.5-16 RO.5 1.5 4 23 16 50 1.45 15° 6220 @
HS4RC015-0.5-20 RO.5 15 4 23 20 50 145 15° 6,220
HS4RC015-0.5-22 RO.5 15 4 23 22 60 1.45 15° 6,480
HS4RC015-0.5-26 RO.5 15 4 23 26 60 1.45 15° 6,480
HS4RC020-0.1-6 RO.1 2.0 4 3 6 50 1.95 15° 6,220
HS4RC020-0.1-8 RO.1 2.0 4 3 8 50 195 15° 6220 @
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D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%giﬁ%%iﬁfﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

R AR

ﬂ oo [ I E— B

LGLE‘

Lz‘

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
Comer Radius Mill Diameter | Shank Diameter | ~Length of Cut Length BelowShank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC020-0.1-10 RO.1 2.0 4 3 10 50 1.95 15° 6,220
HS4RC020-0.1-12 RO.1 2.0 4 3 12 50 1.95 15° 6,220
HS4RC020-0.1-14 RO.1 2.0 4 3 14 50 1.95 15° 6,220
HS4RC020-0.1-16 RO.1 2.0 4 3 16 50 1.95 15° 6,220
HS4RC020-0.1-20 RO.1 2.0 4 3 20 50 195 15° 6220 @
HS4RC020-0.1-22 RO.1 2.0 4 3 22 60 1.95 15° 6,480
HS4RC020-0.1-26 RO.1 2.0 4 3 26 60 195 15° 6,480
HS4RC020-0.1-30 RO.1 2.0 4 3 30 70 1.95 15° 7,240
HS4RC020-0.2-6 RO.2 2.0 4 3 6 50 1.95 15° 6220 @
HS4RC020-0.2-8 RO.2 2.0 4 3 8 50 1.95 15° 6220 @
HS4RC020-0.2-10 RO.2 2.0 4 3 10 50 1.95 15° 6220 @
HS4RC020-0.2-12 RO.2 2.0 4 3 12 50 1.95 15° 6220 @
HS4RC020-0.2-14 RO.2 2.0 4 3 14 50 1.95 15° 6,220
HS4RC020-0.2-16 R0.2 2.0 4 3 16 50 1.95 15° 6,220
HS4RC020-0.2-20 R0.2 2.0 4 3 20 50 1.95 15° 6220 @
HS4RC020-0.2-22 R0.2 2.0 4 3 22 60 1.95 15° 6,480
HS4RC020-0.2-26 RO.2 2.0 4 3 26 60 1.95 15° 6,480
HS4RC020-0.2-30 R0.2 2.0 4 3 30 70 1.95 15° 7,240
HS4RC020-0.3-6 RO.3 2.0 4 3 6 50 1.95 15° 6,220
HS4RC020-0.3-8 RO.3 2.0 4 3 8 50 1.95 15° 6,220
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CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC020-0.3-10 RO.3 2.0 4 3 10 50 1.95 15° 6220 @
HS4RC020-0.3-12 RO.3 2.0 4 3 12 50 1.95 15° 6,220
HS4RC020-0.3-14 RO.3 2.0 4 3 14 50 1.95 15° 6,220
HS4RC020-0.3-16 RO.3 2.0 4 3 16 50 1.95 15° 6220 @
HS4RC020-0.3-20 RO.3 2.0 4 3 20 50 1.95 15° 6,220
HS4RC020-0.3-22 RO.3 2.0 4 3 22 60 195 15° 6,480
HS4RC020-0.3-26 RO.3 2.0 4 3 26 60 1.95 15° 6,480
HS4RC020-0.3-30 RO.3 2.0 4 3 30 70 1.95 15° 7,240
HS4RC020-0.5-6 RO.5 2.0 4 3 6 50 1.95 15° 6220 @
HS4RC020-0.5-8 RO.5 2.0 4 3 8 50 1.95 15° 6220 @
HS4RC020-0.5-10 RO.5 2.0 4 3 10 50 1.95 15° 6220 @
HS4RC020-0.5-12 RO.5 2.0 4 3 12 50 1.95 15° 6220 @
HS4RC020-0.5-14 RO.5 2.0 4 3 14 50 1.95 15° 6220 @
HS4RC020-0.5-16 RO.5 2.0 4 3 16 50 1.95 15° 6220 @
HS4RC020-0.5-20 RO.5 2.0 4 3 20 50 1.95 15° 6220 @
HS4RC020-0.5-22 RO.5 2.0 4 3 22 60 1.95 15° 6,480
HS4RC020-0.5-26 RO.5 2.0 4 3 26 60 1.95 15° 6480 @
HS4RC020-0.5-30 RO.5 2.0 4 3 30 70 1.95 15° 7240 | @
HS4RC025-0.1-8 RO.1 25 4 4 8 50 24 15° 6,220
HS4RC025-0.1-10 RO.1 25 4 4 10 50 24 15° 6,220
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for Pre-Hardened Steels |HS4RC -z

D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%gii%%iﬁ‘;fﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

/_

R
§1D1
| s L1 |

/R
————e,. —— 07 pe| [

| L2

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
ComerRadius | Mill Diameter | Shank Diameter | LengthofCut | LenghBelwShank | OverallLength | NeckDiameter | TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC025-0.1-12 RO.1 25 4 4 12 50 24 15° 6,220
HS4RC025-0.1-14 RO.1 25 4 4 14 50 24 15° 6,220
HS4RC025-0.1-16 RO.1 25 4 4 16 50 24 15° 6220 @
HS4RC025-0.1-20 RO.1 25 4 4 20 50 24 15° 6,220
HS4RC025-0.1-26 RO.1 25 4 4 26 60 24 15° 6,480
HS4RC025-0.1-30 RO.1 25 4 4 30 70 24 15° 7240 @
HS4RC025-0.2-8 RO.2 25 4 4 8 50 24 15° 6,220
HS4RC025-0.2-10 R0.2 25 4 4 10 50 24 15° 6,220
HS4RC025-0.2-12 R0.2 25 4 4 12 50 24 15° 6,220
HS4RC025-0.2-14 R0.2 25 4 4 14 50 24 15° 6,220
HS4RC025-0.2-16 RO.2 25 4 4 16 50 24 15° 6,220
HS4RC025-0.2-20 RO.2 25 4 4 20 50 24 15° 6,220
HS4RC025-0.2-26 RO.2 25 4 4 26 60 24 15° 6480 @
HS4RC025-0.2-30 R0.2 25 4 4 30 70 24 15° 7,240
HS4RC025-0.3-8 R0.3 25 4 4 8 50 24 15° 6,220
HS4RC025-0.3-10 R0.3 25 4 4 10 50 24 15° 6,220
HS4RC025-0.3-12 RO.3 2.5 4 4 12 50 24 15° 6,220
HS4RC025-0.3-14 RO.3 25 4 4 14 50 24 15° 6220 @
HS4RC025-0.3-16 RO.3 25 4 4 16 50 24 15° 6,220
HS4RC025-0.3-20 RO.3 25 4 4 20 50 24 15° 6,220
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NEW.
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D<3 D3
4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC025-0.3-26 RO.3 25 4 4 26 60 24 15° 6,480
HS4RC025-0.3-30 RO.3 25 4 4 30 70 24 15° 7,240
HS4RC025-0.5-8 RO.5 25 4 4 8 50 24 15° 6,220
HS4RC025-0.5-10 RO.5 25 4 4 10 50 24 15° 6220 @
HS4RC025-0.5-12 RO.5 25 4 4 12 50 24 15° 6,220
HS4RC025-0.5-14 RO.5 2.5 4 4 14 50 24 15° 6,220
HS4RC025-0.5-16 RO.5 25 4 4 16 50 24 15° 6220 @
HS4RC025-0.5-20 RO.5 25 4 4 20 50 24 15° 6,220
HS4RC025-0.5-26 RO.5 25 4 4 26 60 24 15° 6,480
HS4RC025-0.5-30 RO.5 25 4 4 30 70 24 15° 7,240
HS4RC030-0.1-8 RO.1 3.0 6 4.5 8 50 2.85 15° 7030 | @
HS4RC030-0.1-10 RO.1 3.0 6 4.5 10 50 2.85 15° 7,030
HS4RC030-0.1-12 RO.1 3.0 6 4.5 12 50 2.85 15° 7030 | @
HS4RC030-0.1-14 RO.1 3.0 6 4.5 14 60 2.85 15° 7,290
HS4RC030-0.1-16 RO.1 3.0 6 4.5 16 60 2.85 15° 729 | @
HS4RC030-0.1-20 RO.1 3.0 6 4.5 20 60 2.85 15° 729 @
HS4RC030-0.1-26 RO.1 3.0 6 4.5 26 65 2.85 15° 7,370
HS4RC030-0.1-30 RO.1 3.0 6 4.5 30 70 2.85 15° 8,610
HS4RC030-0.1-35 RO.1 3.0 6 45 35 70 2.85 15° 8,610
HS4RC030-0.1-40 RO.1 3.0 6 45 40 80 2.85 15° 9,650
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D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%giﬁ%%iﬁfﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

R AR

ﬂ oo [ I E— B

LGLE‘

Lz‘

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
Comer Radius Mill Diameter | Shank Diameter | ~Length of Cut Length BelowShank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC030-0.2-8 RO.2 3.0 6 4.5 8 50 2.85 15° 7,030
HS4RC030-0.2-10 RO.2 3.0 6 4.5 10 50 2.85 15° 7,030
HS4RC030-0.2-12 RO.2 3.0 6 4.5 12 50 2.85 15° 7030 @
HS4RC030-0.2-14 R0.2 3.0 6 45 14 60 2.85 15° 7,290
HS4RC030-0.2-16 R0.2 3.0 6 45 16 60 2.85 15° 7290 @
HS4RC030-0.2-20 R0.2 3.0 6 45 20 60 2.85 15° 7,290
HS4RC030-0.2-26 R0.2 3.0 6 45 26 65 2.85 15° 7,370
HS4RC030-0.2-30 RO.2 3.0 6 4.5 30 70 2.85 15° 8,610
HS4RC030-0.2-35 RO.2 3.0 6 4.5 35 70 2.85 15° 8,610
HS4RC030-0.2-40 RO.2 3.0 6 4.5 40 80 2.85 15° 9,650
HS4RC030-0.3-8 RO.3 3.0 6 4.5 8 50 2.85 15° 7,030
HS4RC030-0.3-10 RO.3 3.0 6 4.5 10 50 2.85 15° 7,030
HS4RC030-0.3-12 R0.3 3.0 6 45 12 50 2.85 15° 7030 @
HS4RC030-0.3-14 R0.3 3.0 6 45 14 60 2.85 15° 7,290
HS4RC030-0.3-16 R0.3 3.0 6 4.5 16 60 2.85 15° 7290 @
HS4RC030-0.3-20 R0.3 3.0 6 4.5 20 60 2.85 15° 7,290
HS4RC030-0.3-26 RO.3 3.0 6 45 26 65 2.85 15° 7,370
HS4RC030-0.3-30 RO.3 3.0 6 45 30 70 2.85 15° 8610 @
HS4RC030-0.3-35 RO.3 3.0 6 45 35 70 2585 15° 8,610
HS4RC030-0.3-40 RO.3 3.0 6 45 40 80 2585 15° 9,650
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NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RC i

D<3 D3
4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC030-0.5-8 RO.5 3.0 6 45 8 50 2.85 15° 7030 | @
HS4RC030-0.5-10 RO.5 3.0 6 4.5 10 50 2.85 15° 7,030
HS4RC030-0.5-12 RO.5 3.0 6 45 12 50 2.85 15° 7030 | @
HS4RC030-0.5-14 RO.5 3.0 6 45 14 60 2585 15° 7290 @
HS4RC030-0.5-16 RO.5 3.0 6 45 16 60 2585 15° 7290 @
HS4RC030-0.5-20 RO.5 3.0 6 45 20 60 285 15° 7290 @
HS4RC030-0.5-26 RO.5 3.0 6 45 26 65 285 15° 7370 @
HS4RC030-0.5-30 RO.5 3.0 6 4.5 30 70 2.85 15° 8,610
HS4RC030-0.5-35 RO.5 3.0 6 4.5 35 70 2.85 15° 8,610
HS4RC030-0.5-40 RO.5 3.0 6 4.5 40 80 2.85 15° 9,650
HS4RC030-1-8 R1.0 3.0 6 4.5 8 50 2.85 15° 7,030 | @
HS4RC030-1-10 R1.0 3.0 6 4.5 10 50 2.85 15° 7030 @
HS4RC030-1-12 R1.0 3.0 6 4.5 12 50 2.85 15° 7,030
HS4RC030-1-14 R1.0 3.0 6 4.5 14 60 2.85 15° 7,290
HS4RC030-1-16 R1.0 3.0 6 4.5 16 60 2.85 15° 729 | @
HS4RC030-1-20 R1.0 3.0 6 4.5 20 60 2.85 15° 7,290
HS4RC030-1-26 R1.0 3.0 6 4.5 26 65 2.85 15° 7370 | @
HS4RC030-1-30 R1.0 3.0 6 4.5 30 70 2.85 15° 8,610
HS4RC030-1-35 R1.0 3.0 6 45 35 70 2.85 15° 8,610
HS4RC030-1-40 R1.0 3.0 6 45 40 80 2.85 15° 9650 @
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D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%giﬁ%%iﬁfﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

R AR

ﬂ oo [ I E— B

LGLE‘

Lz‘

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
Comer Radius Mill Diameter | Shank Diameter | ~Length of Cut Length BelowShank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC040-0.1-10 RO.1 4.0 6 6 10 50 3.85 15° 7,030 | @
HS4RC040-0.1-12 RO.1 4.0 6 6 12 50 3.85 15° 7,030
HS4RC040-0.1-14 RO.1 4.0 6 6 14 60 3.85 15° 7,290
HS4RC040-0.1-16 RO.1 4.0 6 6 16 60 3.85 15° 7290 @
HS4RC040-0.1-20 RO.1 4.0 6 6 20 60 3.85 15° 7290 @
HS4RC040-0.1-26 RO.1 4.0 6 6 26 65 3.85 15° 7,370
HS4RC040-0.1-30 RO.1 4.0 6 6 30 70 3.85 15° 8,610
HS4RC040-0.1-35 RO.1 4.0 6 6 35 70 3.85 15° 8,610
HS4RC040-0.1-40 RO.1 4.0 6 6 40 80 3.85 15° 9,650
HS4RC040-0.1-45 RO.1 4.0 6 6 45 90 3.85 15° 10,460
HS4RC040-0.1-50 RO.1 4.0 6 6 50 100 3.85 15° 11,570 | @
HS4RC040-0.2-10 RO.2 4.0 6 6 10 50 3.85 15° 7030 @
HS4RC040-0.2-12 RO.2 4.0 6 6 12 50 3.85 15° 7,030
HS4RC040-0.2-14 R0.2 4.0 6 6 14 60 3.85 15° 7,290
HS4RC040-0.2-16 R0.2 4.0 6 6 16 60 3.85 15° 7290 @
HS4RC040-0.2-20 R0.2 4.0 6 6 20 60 3.85 15° 7,290
HS4RC040-0.2-26 RO.2 4.0 6 6 26 65 3.85 15° 7,370
HS4RC040-0.2-30 R0.2 4.0 6 6 30 70 3.85 15° 8,610
HS4RC040-0.2-35 R0.2 4.0 6 6 35 70 3.85 15° 8,610
HS4RC040-0.2-40 R0.2 4.0 6 6 40 80 385 15° 9650 @
NEXT PAGE P
e 488 TUN-FUE AR BEAR @ 43774b &% TINIIUL ATULAE F4Y
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
O | e | e [ e | e | | | | o ] | |

174



ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RC i

D<3 D3
4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC040-0.2-45 RO.2 4.0 6 6 45 90 3.85 15° 10,460
HS4RC040-0.2-50 R0.2 4.0 6 6 50 100 3.85 15° 11,570
HS4RC040-0.3-10 RO.3 4.0 6 6 10 50 3.85 15° 7,030
HS4RC040-0.3-12 RO.3 4.0 6 6 12 50 385 15° 7,030
HS4RC040-0.3-14 RO.3 4.0 6 6 14 60 3.85 15° 7,290
HS4RC040-0.3-16 RO.3 4.0 6 6 16 60 385 15° 7,290
HS4RC040-0.3-20 RO.3 4.0 6 6 20 60 3.85 15° 7,290
HS4RC040-0.3-26 RO.3 4.0 6 6 26 65 3.85 15° 7370 @
HS4RC040-0.3-30 RO.3 4.0 6 6 30 70 3.85 15° 8,610
HS4RC040-0.3-35 RO.3 4.0 6 6 35 70 3.85 15° 8,610
HS4RC040-0.3-40 RO.3 4.0 6 6 40 80 3.85 15° 9,650
HS4RC040-0.3-45 RO.3 4.0 6 6 45 90 3.85 15° 10460 @
HS4RC040-0.3-50 RO.3 4.0 6 6 50 100 3.85 15° 11,570
HS4RC040-0.5-10 RO.5 4.0 6 6 10 50 3.85 15° 7030 | @
HS4RC040-0.5-12 RO.5 4.0 6 6 12 50 3.85 15° 7,030
HS4RC040-0.5-14 RO.5 4.0 6 6 14 60 3.85 15° 7,290
HS4RC040-0.5-16 RO.5 4.0 6 6 16 60 3.85 15° 7290 | @
HS4RC040-0.5-20 RO.5 4.0 6 6 20 60 3.85 15° 7290 @
HS4RC040-0.5-26 R0.5 4.0 6 6 26 65 3.85 15° 7370 | @
HS4RC040-0.5-30 R0.5 4.0 6 6 30 70 3.85 15° 8,610
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D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%giﬁ%%iﬁfﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

R AR

ﬂ oo [ I E— B

LGLE‘

Lz‘

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
Comer Radius Mill Diameter | Shank Diameter | ~Length of Cut Length BelowShank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC040-0.5-35 RO.5 4.0 6 6 35 70 3.85 15° 8,610
HS4RC040-0.5-40 RO.5 4.0 6 6 40 80 3.85 15° 9,650
HS4RC040-0.5-45 RO.5 4.0 6 6 45 90 3.85 15° 10460 | @
HS4RC040-0.5-50 RO.5 4.0 6 6 50 100 3.85 15° 11,570
HS4RC040-1-10 R1.0 4.0 6 6 10 50 3.85 15° 7030 | @
HS4RC040-1-12 R1.0 4.0 6 6 12 50 3.85 15° 7030 @
HS4RC040-1-14 R1.0 4.0 6 6 14 60 3.85 15° 7,290
HS4RC040-1-16 R1.0 4.0 6 6 16 60 3.85 15° 7290 @
HS4RC040-1-20 R1.0 4.0 6 6 20 60 3.85 15° 729 | @
HS4RC040-1-26 R1.0 4.0 6 6 26 65 3.85 15° 7370 @
HS4RC040-1-30 R1.0 4.0 6 6 30 70 3.85 15° 8,610
HS4RC040-1-35 R1.0 4.0 6 6 35 70 3.85 15° 8610 @
HS4RC040-1-40 R1.0 4.0 6 6 40 80 3.85 15° 9650 @
HS4RC040-1-45 R1.0 4.0 6 6 45 920 3.85 15° 10,460
HS4RC040-1-50 R1.0 4.0 6 6 50 100 3.85 15° 11,570 | @
HS4RC050-0.1-15 RO.1 5.0 6 8 15 60 4.85 15° 7,290
HS4RC050-0.2-15 RO.2 5.0 6 8 15 60 4.85 15° 7,290
HS4RC050-0.3-15 RO.3 5.0 6 8 15 60 4.85 15° 7,290
HS4RC050-0.5-15 RO.5 5.0 6 8 15 60 485 15° 7290 | @
HS4RC050-1-15 R1.0 5.0 6 8 15 60 485 15° 7,290
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RC i

D<3 D3
4R AlCr | t7 Hl J—7F—57 R CORVERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. . YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 = g
HRC55 which are used for molds & dies. DY BN AL & 4T, a X

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P NP S= 1,1~ SN = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 l—:(IszJll/ F \éllluii%ﬁf.;ja*bhﬂ%ﬁﬁa Lo % 12
T e THOCC ) EN, TEOBEEEREE S, 3L
T_\

<R A
—————ee,. —— 17 | [ T ST
‘ L3 LQ

L2

R I-1-77 TA R |vvvoE| AR B TR £ HE
ComerRadius |  Mill Diameter | Shank Diameter | LengthofCut | LengthBelowShank | OverallLength | Neck Diameter
EDP No.
R D1 D2 L1 L3 L2

BA{i(mm) Unit: mm

T-N—FA| Eff |[EER
faperAngle | Unit Price (JPY) | STOCK

HS4RC050-1.5-15 R1.5 5.0 6 8 15 60 4.85 15° 7,290
HS4RC050-2-15 R2.0 5.0 6 8 15 60 4.85 15° 7,290
HS4RC060-0.1-20 RO.1 6.0 6 9 20 60 5.85 15° 729 | @
HS4RC060-0.2-20 R0.2 6.0 6 9 20 60 5.85 15° 7290 @
HS4RC060-0.3-20 RO.3 6.0 6 9 20 60 585 15° 7290 @
HS4RC060-0.3-30 RO.3 6.0 6 15 30 90 5.85 15° 8320 @
HS4RC060-0.5-20 RO.5 6.0 6 9 20 60 585 15° 7290 @
HS4RC060-0.5-30 RO.5 6.0 6 15 30 90 5.85 15° 8320 @
HS4RC060-1-20 R1.0 6.0 6 9 20 60 5.85 15° 729 @
HS4RC060-1-30 R1.0 6.0 6 15 30 90 5.85 15° 8320 @
HS4RC060-1.5-20 R1.5 6.0 6 9 20 60 5.85 15° 7290 | @
HS4RC060-2-20 R2.0 6.0 6 9 20 60 5.85 15° 729 @ @
HS4RC080-0.1-25 RO.1 8.0 8 12 25 70 7.7 45° 11,230 @
HS4RC080-0.2-25 RO.2 8.0 8 12 25 70 7.7 45° 11,230
HS4RC080-0.3-25 RO.3 8.0 8 12 25 70 7.7 45° 11,230
HS4RC080-0.3-35 RO.3 8.0 8 20 35 100 7.7 45° 12,520
HS4RC080-0.5-25 RO.5 8.0 8 12 25 70 77 45° 11,230
HS4RC080-0.5-35 RO.5 8.0 8 20 35 100 7.7 45° 12520 @
HS4RC080-1-25 R1.0 8.0 8 12 25 70 7.7 45° 11230 | @
HS4RC080-1-35 R1.0 8.0 8 20 35 100 7.7 45° 12,520
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D<3 D23

U d R AlCr | £1 1 O—F—F 7 R CORVERRADIUS
30° J26~30°] +0.02 -base %# P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEARAI—F—FI9T7AFFEY-FR I VI

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. e Iive e

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end > g?g%giﬁ%%iﬁfﬁ?di%ﬁﬁh ChasmEL,

mills, vibration can be minimized at cutting, and wear of cutting tool
can be decreased too.

IROEE) Zif. TEOEFREZERASES,

R AR

ﬂ oo [ I E— B

LGLE‘

Lz‘

B {T7(mm) Unit : mm
AR 1= TA IE |TrvorR| IR BTR £ BE |T-N\-%A| M |[EER
Comer Radius Mill Diameter | Shank Diameter | ~Length of Cut Length BelowShank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC080-1.5-25 R1.5 8.0 8 12 25 70 7.7 45° 11,230
HS4RC080-2-25 R2.0 8.0 8 12 25 70 7.7 45° 11,230
HS4RC100-0.1-30 RO.1 10.0 10 15 30 75 9.7 45° 14,650
HS4RC100-0.2-30 R0.2 10.0 10 15 30 75 9.7 45° 14,650
HS4RC100-0.3-30 RO.3 10.0 10 15 30 75 9.7 45° 14,650 | @
HS4RC100-0.3-40 RO.3 10.0 10 25 40 100 9.7 45° 15,970
HS4RC100-0.5-30 RO.5 10.0 10 15 30 75 9.7 45° 14,650
HS4RC100-0.5-40 RO.5 10.0 10 25 40 100 9.7 45° 15,970
HS4RC100-1-30 R1.0 10.0 10 15 30 75 9.7 45° 14650 | @
HS4RC100-1-40 R1.0 10.0 10 25 40 100 9.7 45° 15970 @
HS4RC100-1.5-30 R1.5 10.0 10 15 30 75 9.7 45° 14,650
HS4RC100-2-30 R2.0 10.0 10 15 30 75 9.7 45° 14,650
HS4RC120-0.2-32 RO.2 12.0 12 18 32 80 1.7 45° 19730 | @
HS4RC120-0.3-32 R0.3 12.0 12 18 32 80 1.7 45° 19,730
HS4RC120-0.3-45 R0.3 12.0 12 30 45 110 11.7 45° 21,890
HS4RC120-0.5-32 RO.5 12.0 12 18 32 80 11.7 45° 19,730
HS4RC120-0.5-45 RO.5 12.0 12 30 45 110 1.7 45° 21,890
HS4RC120-1-32 R1.0 12.0 12 18 32 80 11.7 45° 19,730
HS4RC120-1-45 R1.0 12.0 12 30 45 110 1.7 45° 21,890
HS4RC120-1.5-32 R1.5 12.0 12 18 32 80 1.7 45° 19,730
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RC i

D<3 D3
R AlCr | t7 Hl O—7F—F 7 R CORERRADIUS
30° ]26~30°] +0.02 -base | & P242~243

CARBIDE, 4 FLUTE MULTIPLE HELIX CORNER RADIUS

BEAMNHIA—FT—SIVT7RAFFI)—-FR IR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end b HEREOLLEDTY K3 Ucidetiih ChasmEL. m

mills, vibration can be minimized at cutting, and wear of cutting tool NS N
=] S
can be decreased too. IBviJ(D gey %gﬂﬁjx Ixo)gﬁ%ﬁilﬂi._ ﬁ'éo

)

4
s
o=
WA
N
(7
=
N

/R B
ﬂ o] [ I — 1)

| L1

Bi{i7(mm) Unit : mm
A 1137 A IE |vvvoR| AR BHFE 2R BE |[T-N\-%A EE |[EES
CornerRadius |  Mill Diameter | ShankDiameter | LengthofCut | LengthBelowShark | OverallLength | NeckDiameter | TaperAngle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HS4RC120-2-32 R2.0 12.0 12 18 32 80 11.7 45° 19730 @
HS4RC160-0.5-35 RO.5 16.0 16 20 35 100 15.7 45° 41,820 @
HS4RC160-0.5-50 RO.5 16.0 20 35 50 150 15.7 45° 50,770
HS4RC160-1-35 R1.0 16.0 16 20 35 100 157 45° 41,820
HS4RC160-1-50 R1.0 16.0 20 35 50 150 157 45° 50,770
HS4RC200-0.5-40 RO.5 20.0 20 25 40 100 19.7 45° 53580 @
HS4RC200-0.5-55 RO.5 20.0 20 40 55 150 19.7 45° 65,060
HS4RC200-1-40 R1.0 20.0 20 25 40 100 197 45° 53,580
HS4RC200-1-55 R1.0 20.0 20 40 55 150 19.7 45° 65,060

I—F—FIT7ARE HRAE PRGN =
Corner Radius Tolerance (mm) | Mill Dia. Tolerance (mm) Shank Dia. Tolerance

+0.02 0~-0.03 hé

] A8 7UN-FUE A RIRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum sggzss Titanium

o e | e | e | e | | | [ © ] | |
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% AlCr 7 &
30° -base % 1+ IS RY LT saune

CARBIDE, 2 FLUTE SQUARE

HE 2MHIRIITIVFIIL (EVA)

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

N ability and wear resitance. TIBIRES ] & TREEREME A 548,

= » Excellent performance when cutting pre-hardened steels, up to U4s FTNA C 5 R~
Te H)I(QCSS Wﬁich . used";()r mol‘g; 8?c§)ies up P SRBKTH A RIHERHETNBHRCGS FTDT U/ \— RVl
?H » Due to sharp edge geometry at end tootrlw cutting ability at workin DIFITENIAEHE ZRE.

% e o e edge geomely Cuming SRy O P ERCY T Ty VERAL, I OUHIMEESDS.
- :

= &

A

_ oo
Li‘

| L2

BAf7(mm) Unit: mm
RIE TE EPLL AR 25 F—I\—4f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS25Q0003 0.03 4 0.04 40 10°/20° 35,360
HS25Q0004 0.04 4 0.06 40 10°/20° 35,360
HS25Q0005 0.05 4 0.07 40 10°20° 27,230
HS25Q0006 0.06 4 0.09 40 10°20° 27,230
HS25Q0007 0.07 4 0.1 40 10°20° 20,910
HS25Q0008 0.08 4 0.12 40 10°/20° 20,910
HS25Q0009 0.09 4 0.13 40 10°/20° 16,060
HS25Q001 0.1 4 0.2 40 10°/20° 7,930 [ J
HS25Q0015 0.15 4 03 40 10°/20° 7,930
HS25Q002 0.2 4 04 40 10°/20° 5,500 [
HS25Q0025 0.25 4 0.5 40 10°/20° 5,500
HS25Q003 0.3 4 0.6 40 10°/20° 4210 ([ J
HS25Q0035 0.35 4 0.7 40 10°/20° 4,590
HS25Q004 0.4 4 0.8 40 10°/20° 4210 (
HS25Q0045 0.45 4 0.9 40 10°/20° 4,590
HS25Q005 0.5 4 1 40 10°/20° 3,830 (
HS25Q0055 0.55 4 1.1 40 10°/20° 4,210
HS25Q006 0.6 4 12 40 10°/20° 3,830 ([
HS25Q0065 0.65 4 13 40 10°20° 4,210
HS25Q007 0.7 4 14 40 10°20° 3,830 (]
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZSQ Zohies

Z AlCr ] B
30° -base % 1+ I A% L7 SQUARE

CARBIDE, 2 FLUTE SQUARE

HBIE 2MHIRVITIVFI IV (EVA)

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resitance. YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 g
HRC55 which are used for molds & dies. DY BN AL & 4T, E X

» Due to sharp edge geometry at end tooth, cutting ability at working s < S tT R E &
s P ERICY v —T Ty VERAL. NI OYHIESDS, )
3L

N

_ o bo
\L;‘

| Lo

BI(mm) Unit: mm
B B Sw YR HE 7y F-N—¥B | % )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS25Q0075 0.75 4 15 40 10°/20° 4210
HS25Q008 0.8 4 16 40 10°/20° 3,830 (
HS25Q0085 0.85 4 17 40 10°/20° 4210
HS25Q009 0.9 4 1.8 40 10°/20° 3,830 ()
HS25Q0095 0.95 4 2 40 10°/20° 4210
HS25Q010 1.0 6 2.5 50 10°/20° 3,790 ()
HS25Q012 1.2 6 3 50 15° 3,790 ()
HS25Q015 1.5 6 4 50 15° 3,790 o
HS25Q020 2.0 6 6 50 15° 3,790 ([ J
HS25Q025 25 6 7 50 15° 3,790 o
HS25Q030 3.0 6 8 50 15° 3,790 o
HS25Q035 3.5 6 10 50 15° 4,290
HS25Q040 4.0 6 10 50 15° 3,790 o
HS25Q045 45 6 14 50 15° 4,410 o
HS25Q050 5.0 6 15 60 15° 3,950 o
HS25Q055 5.5 6 15 60 15° 4,800
HS25Q060 6.0 6 15 60 - 3,950 o
HS25Q065 6.5 8 18 60 15° 6,840
HS25Q070 7.0 8 20 60 15° 6,150 ([ ]
HS25Q075 7.5 8 20 60 15° 7,150
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% AlCr 7 &
30° -base % 1+ IS RY LT saune

CARBIDE, 2 FLUTE SQUARE

HE 2MHIRIITIVFIIL (EVA)

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resitance. YIEIRE ] & THEERE M & 48,

» Excellent performance when cutting pre-hardened steels, up to P SRIE L OE A ZIAERITNBHRCGS TTH T \— K40
HRC55 which are used for molds & dies. DY BNt 5348

» Due to sharp edge geometry at end tooth, cutting ability at working s sy \—,° NPTV
s incremsed. P ERICY =TTy VEFAL. IR OUHIEESHS.

_ oo
Li‘

| L2

BAf7(mm) Unit: mm
RIE TE EPLL AR 25 F—I\—4f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS25Q080 8.0 8 20 70 - 6,410 o
HS25Q085 8.5 10 22 70 15° 9,160
HS25Q090 9.0 10 22 70 15° 8,230 ( ]
HS25Q095 9.5 10 24 70 15° 10,000
HS25Q100 10.0 10 25 75 - 8,420 [ ]
HS25Q105 10.5 12 26 75 15° 11,920
HS25Q110 11.0 12 30 75 15° 10,710
HS25Q115 115 12 30 80 15° 12,530
HS25Q120 12.0 12 30 80 ° 10,770 [ ]
HS25Q130 13.0 12 35 100 - 20,860 o
HS25Q14012 14.0 12 35 100 - 23,980
HS25Q140 14.0 14 35 100 - 23,980
HS25Q14016 14.0 16 35 100 45° 28,300
HS25Q150 15.0 16 38 100 45° 28,300
HS25Q160 16.0 16 40 100 - 28,300 o
HS25Q170 17.0 16 42 100 = 34,680
HS25Q18016 18.0 16 45 100 = 35,820
HS25Q180 18.0 18 45 100 = 35,820
HS25Q190 19.0 20 45 100 45° 39,980
HS25Q200 20.0 20 45 100 - 39,980 ([ ]
NEXT PAGE P
] ReH  TUN-FUH A BiAR # GI7774b  B%  TNIZUL AFVLAE FEY
Sews Moysiess PEGEETE  Hardened steets MG 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium

ol e | e | e | e | I I [ o | [ o |

182



NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZSQ Zohies

Z AlCr ] B
30° -base % 1+ I A% L7 SQUARE

CARBIDE, 2 FLUTE SQUARE

HBIE 2MHIRVITIVFI IV (EVA)

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resitance. YIHIEES] & THEEREME & F4E, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 g
HRC55 which are used for molds & dies. DY BN AL & 4T, E X

» Due to sharp edge geometry at end tooth, cutting ability at working s < S tT R E &
s P ERICY v —T Ty VERAL. NI OYHIESDS, )
3L

N

_ o bo
\L;‘

| Lo

BI(mm) Unit: mm
B B Sw YR HE 7y F-N—¥B | % )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS25Q210 21.0 20 45 100 - 52,350
HS25Q220 22,0 20 45 100 - 52,350
HS25Q230 23.0 25 50 120 45° 63,520
HS25Q240 24.0 25 50 120 45° 63,520
HS25Q250 25.0 25 50 120 - 63,520
HS25Q0104 1.0 4 2.5 50 10°/20° 3310 o
HS25Q0114 1.1 4 3 50 15° 3,310 ()
HS25Q0124 1.2 4 3 50 15° 3,310 (]
HS25Q0134 1.3 4 3 50 15° 3310 o
HS25Q0144 1.4 4 4 50 15° 3,310 ()
HS25Q0154 1.5 4 4 50 15° 3,310 ()
HS25Q0164 1.6 4 4 50 15° 3,310 ([ )
HS25Q0174 1.7 4 4 50 15° 3,310 o
HS25Q0184 1.8 4 5 50 15° 3310 ([
HS25Q0194 1.9 4 5 50 15° 3310 o
HS25Q0204 2.0 4 6 50 15° 3310 ([
HS25Q0214 2.1 4 6 50 15° 3,310 ([ ]
HS25Q0224 2.2 4 6 50 15° 3,310 ()
HS25Q0234 23 4 6 50 15° 3,310 ()
HS25Q0244 24 4 6 50 15° 3,310 ()
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% AlCr 7 &
30° -base % 1+ IS RY LT saune

CARBIDE, 2 FLUTE SQUARE

HE 2MHIRIITIVFIIL (EVA)

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resitance. YIEIRE ] & THEERE M & 48,

» Excellent performance when cutting pre-hardened steels, up to P SRIE L OE A ZIAERITNBHRCGS TTH T \— K40
HRC55 which are used for molds & dies. DY BNt 5348

» Due to sharp edge geometry at end tooth, cutting ability at working s sy \—,° NPTV
s incremsed. P ERICY =TTy VEFAL. IR OUHIEESHS.

_ oo
Li‘

| L2

BAf7(mm) Unit: mm
RIE TE EPLL AR 25 F—I\—4f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS25Q0254 25 4 8 50 15° 3310 (
HS25Q0264 2.6 4 8 50 15° 3,310 ( ]
HS25Q0274 2.7 4 8 50 15° 3,310 ( ]
HS25Q0284 2.8 4 8 50 15° 3,310 [ ]
HS25Q0294 2.9 4 8 50 15° 3,310 ([ ]
HS25Q0304 3.0 4 8 50 15° 3,310 ([
HS25Q0354 3.5 4 10 50 15° 3,310 ([ ]
HS25Q0404 4.0 4 10 50 = 3,310 o
HS25Q0013 0.1 3 0.2 40 10°/20° 7,670
HS25Q0023 0.2 3 04 40 10°/20° 5,280
HS25Q0033 0.3 3 0.6 40 10°/20° 3,990 [ ]
HS25Q0043 0.4 3 0.8 40 10°/20° 3,990
HS25Q0053 0.5 3 1 40 10°/20° 3,750 [ ]
HS25Q0063 0.6 3 1.2 40 10°/20° 3,750
HS25Q0073 0.7 3 14 40 10°/20° 3,750
HS25Q0083 0.8 3 1.6 40 10°/20° 3,750 o
HS25Q0093 0.9 3 1.8 40 10°/20° 3,750
HS25Q0103 1.0 3 25 50 10°/20° 3,190
HS25Q0123 1.2 3 3 50 15° 3,190
HS25Q0153 1.5 3 4 50 15° 3,190 o
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NEW.
KKK SOLID CARBIDE END MILL .

for Pre-Hardened Steels |HSZSQSER.Es

% AlCr ) Kl
30° -base % 1+ PO R IT saunee

CARBIDE, 2 FLUTE SQUARE

BE2KRIRIITIVESIL (EVA)

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resitance. YIHRE & TEEREME ZRIE,

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40
HRC55 which are used for molds & dies. DY BN TR E3E,

» Due to sharp edge geometry at end tooth, cutting ability at working s S T T
is increased. P EXICY vy —T Ty IERA L. I OYHIZE=&H S,

_ o bo
\i‘

| Lo

iZ(mm) Unit: mm
DAL A& £ TIN—¥A m{ﬁ EER
EDP 3 Mill Dlameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
o.

HS25Q0203 2.0 3 6 50 15° 3,190
HS25Q0253 25 3 7 50 15° 3,190
HS25Q0303 3.0 3 8 50 = 3,190 [ }
HESA X HERE IRV IBRRE
Mill Diameter Mill Dla Tolerance (mm) Shank Dia. Tolerance
D1<06 0~-0.012 h6
D1>06 0~-0.015
bl /g8 7UN-FUE A RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite ~ Cast Iron Aluminum Stsatlg::s Titanium
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZSL -z

Z AICr | 47 I
30° -base | 5 1 Sy R TT SQuie

CARBIDE, 2 FLUTE LONG LENGTH SQUARE

BE2HIR7T7AVT TR

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIHRES] & THEEFE M A 3648,
» Excellent performance when cutting pre-hardened steels, up to P SRIE LR A A FRETNBHRCSS T THT Y /N\— KR8
HRC55 which are used for molds & dies. DY BN AL B RIE
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=52
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E —eer o] [ =3[
| B —

BAf7(mm) Unit: mm
RIE TE EPLL AR 25 F—I\—%f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS2SL010-3-60 1.0 6 3 60 10°/20° 4,140 o
HS2SL010-4-60 1.0 6 4 60 10°/20° 4,140
HS2SL010-5-60 1.0 6 5 60 10°/20° 4,140
HS25L010-6-60 1.0 6 6 60 10°/20° 4,140 o
HS25L010-7-60 1.0 6 7 60 10°/20° 4,330
HS25L010-8-60 1.0 6 8 60 10°/20° 4,560
HS25L010-10-60 1.0 6 10 60 10°/20° 4,940
HS2SL010-12-60 1.0 6 12 60 10°/20° 5,360
HS25L012-4-60 1.2 6 4 60 15° 4,140 o
HS2SL012-6-60 1.2 6 60 15° 4,140
HS2SL012-8-60 1.2 6 8 60 15° 4,330
HS2SL012-10-60 1.2 6 10 60 15° 4,560
HS2SL012-12-60 1.2 6 12 60 15° 4,940
HS2SL015-6-60 15 6 6 60 15° 4,140
HS25L015-8-60 1.5 6 8 60 15° 4,330 o
HS2SL015-10-60 15 6 10 60 15° 4,560
HS2SL015-12-60 15 6 12 60 15° 4,940 o
HS2SL015-14-60 15 6 14 60 15° 5,360
HS25L015-16-60 1.5 6 16 60 15° 5,580
HS25L020-8-60 2.0 6 8 60 15° 4,140
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30° -base | 5 1 Sy A4 LT SQUARE

CARBIDE, 2 FLUTE LONG LENGTH SQUARE

BE2HIR27T7aVI I VFIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,
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BI(mm) Unit: mm
B B Sw YR nE 7y F-N—¥B | & )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS2SL020-10-60 2.0 6 10 60 15° 4,330 [ ]
HS2SL020-12-60 2.0 6 12 60 15° 4,560
HS2SL020-14-60 2.0 6 14 60 15° 4,940
HS25L020-16-60 2.0 6 16 60 15° 4,940 o
HS25L025-10-60 25 6 10 60 15° 4,140 o
HS25L025-12-60 25 6 12 60 15° 4,140
HS25L025-16-60 25 6 16 60 15° 4,560 )
HS2SL025-20-60 25 6 20 60 15° 4,940
HS2SL025-26-60 25 6 26 60 15° 5,770
HS2SL030-16-100 3.0 3 16 100 - 4,640 ( ]
HS2SL030-10-70 3.0 6 10 70 15° 4,300
HS2SL030-12-70 3.0 6 12 70 15° 4,300
HS2SL030-14-70 3.0 6 14 70 15° 4,520 [ }
HS2SL030-16-70 3.0 6 16 70 15° 4,730
HS2SL030-20-70 3.0 6 20 70 15° 5,160 [ }
HS2SL030-26-70 3.0 6 26 70 15° 5,770
HS2SL030-30-70 3.0 6 30 70 15° 6,220
HS2SL040-20-100 4.0 4 20 100 - 4,850 ( }
HS25L040-12-70 4.0 6 12 70 15° 4,300
HS25L040-16-70 4.0 6 16 70 15° 4,520
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CARBIDE, 2 FLUTE LONG LENGTH SQUARE
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» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIHRES] & THEEFE M A 3648,
» Excellent performance when cutting pre-hardened steels, up to P SRIE LR A A FRETNBHRCSS T THT Y /N\— KR8
HRC55 which are used for molds & dies. DY BN AL B RIE
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BAf7(mm) Unit: mm
RIE TE EPLL AR 25 F—I\—%f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS2SL040-20-70 4.0 6 20 70 15° 4,940
HS2SL040-26-70 4.0 6 26 70 15° 5,360
HS2SL040-30-70 4.0 6 30 70 15° 5,770 ( }
HS2SL050-20-70 5.0 6 20 70 15° 4,300
HS2SL050-25-70 5.0 6 25 70 15° 4,400
HS2SL050-25-100 5.0 6 25 100 15° 4,900
HS25L050-30-80 5.0 6 30 80 15° 4,820
HS2SL050-35-90 5.0 6 35 90 15° 5,320 o
HS2SL050-40-100 5.0 6 40 100 15° 5,770
HS2SL060-15-60 6.0 6 15 60 - 4,140
HS2SL060-15-80 6.0 6 15 80 - 4,470
HS2SL060-20-70 6.0 6 20 70 - 4,520
HS2SL060-20-90 6.0 6 20 90 - 4,850 o
HS2SL060-25-75 6.0 6 25 75 - 4,940 o
HS2SL060-30-80 6.0 6 30 80 = 5,320
HS2SL060-30-100 6.0 6 30 100 = 5,770
HS2SL060-30-150 6.0 6 30 150 = 6,910
HS2SL060-35-90 6.0 6 35 920 = 6,000
HS25L060-40-90 6.0 6 40 90 - 6,150
HS25SL060-40-120 6.0 6 40 120 - 6,860 ([
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30° -base | 5 1 Sy A4 LT SQUARE

CARBIDE, 2 FLUTE LONG LENGTH SQUARE

BE2HIR27T7aVI I VFIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,

)

4
s
o=
WA
N
(7
=
N

E = o [ =—=J[~
| N —

BI(mm) Unit: mm
B B Sw YR nE 7y F-N—¥B | & )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS2SL060-45-150 6.0 6 45 150 - 8,190
HS2SL080-25-80 8.0 8 25 80 - 7,290
HS2SL080-30-80 8.0 8 30 80 - 7,290 [ }
HS25L080-30-100 8.0 8 30 100 - 7,900
HS25L080-35-90 8.0 8 35 20 - 8,160 o
HS25L080-40-90 8.0 8 40 0 - 8,700
HS25L080-40-120 8.0 8 40 120 - 9,790
HS2SL080-40-150 8.0 8 40 150 = 10,930
HS2SL080-45-100 8.0 8 45 100 ° 9,650
HS2SL080-50-100 8.0 8 50 100 - 9,860 ( }
HS2SL080-50-150 8.0 8 50 150 - 11,830
HS2SL100-30-80 10.0 10 30 80 - 9,390
HS2SL100-30-100 10.0 10 30 100 - 10,120
HS2SL100-35-90 10.0 10 35 90 - 9,790 ( ]
HS2SL100-40-90 10.0 10 40 920 - 10,500
HS2SL100-40-120 10.0 10 40 120 - 11,730 ( ]
HS2SL100-45-100 10.0 10 45 100 - 11,350
HS2SL100-50-100 10.0 10 50 100 - 12,070
HS25L100-50-150 10.0 10 50 150 - 14,480
HS25L100-50-200 10.0 10 50 200 - 17,340
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CARBIDE, 2 FLUTE LONG LENGTH SQUARE
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» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIHRES] & THEEFE M A 3648,
» Excellent performance when cutting pre-hardened steels, up to P SRIE LR A A FRETNBHRCSS T THT Y /N\— KR8
HRC55 which are used for molds & dies. DY BN AL B RIE
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BAf7(mm) Unit: mm
RIE TE EPLL AR 25 F—I\—%f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS25L100-55-150 10.0 10 55 150 - 15,140
HS2SL100-60-110 10.0 10 60 110 - 13,670 ( ]
HS2SL100-60-200 10.0 10 60 200 - 18,550
HS25L120-35-90 12.0 12 35 90 - 12,300
HS25L120-40-100 12.0 12 40 100 - 12,780
HS25L120-40-120 12.0 12 40 120 - 13,810
HS25L120-45-130 12.0 12 45 130 - 14,830
HS2SL120-50-100 12.0 12 50 100 - 14,310 o
HS2SL120-50-150 12.0 12 50 150 = 17,180
HS2SL120-55-110 12.0 12 55 110 - 15,250
HS25L120-60-110 12.0 12 60 110 - 16,230
HS2SL120-60-150 12.0 12 60 150 - 18,810
HS2SL120-60-200 12.0 12 60 200 - 22,610
HS2SL120-65-150 12.0 12 65 150 - 19,310 [ }
HS2SL120-70-120 12.0 12 70 120 - 17,860
HS2SL120-70-200 12.0 12 70 200 - 22,870
HS2SL140-50-110 14.0 16 50 110 45° 32,290 [ }
HS2SL140-60-150 14.0 16 60 150 45° 37,410
HS25L160-40-150 16.0 16 40 150 - 37,410
HS25L160-50-110 16.0 16 50 110 - 32,290
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CARBIDE, 2 FLUTE LONG LENGTH SQUARE
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» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIHIRES ) & MHEEFEME & F48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,
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BI(mm) Unit: mm
B 1z S8 nE ry F—N—%f | & R
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS2SL160-50-150 16.0 16 50 150 - 37,410
HS2SL160-60-120 16.0 16 60 120 - 36,080 ( }
HS2SL160-70-130 16.0 16 70 130 - 39,840
HS25L160-70-150 16.0 16 70 150 - 43,030
HS25L160-70-200 16.0 16 70 200 - 51,610
HS25L160-80-150 16.0 16 80 150 - 44,900 o
HS25L160-90-150 16.0 16 20 150 - 48,640
HS2SL160-110-200 16.0 16 110 200 - 62,870 ( }
HS2SL160-120-250 16.0 16 120 250 ° 82,980
HS2SL180-50-120 18.0 20 50 120 45° 47,340
HS2SL180-70-130 18.0 20 70 130 - 51,710
HS2SL180-100-200 18.0 20 100 200 45° 74,970
HS2SL200-50-110 20.0 20 50 110 - 45,680 [ )
HS2SL200-50-150 20.0 20 50 150 - 52,940
HS2SL200-60-130 20.0 20 60 130 - 49,020
HS2SL200-70-130 20.0 20 70 130 - 51,710
HS2SL200-80-150 20.0 20 80 150 - 58,240
HS2SL200-90-150 20.0 20 90 150 - 60,360
HS25L200-90-200 20.0 20 90 200 - 73,050 o
HS25L200-110-200 20.0 20 110 200 - 79,370
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» Due to new coating and new tool geometry, outstanding cutting P EHLWI—T 4 VIBLIUFHLLY—ILZRICELY ., Bz

ability and wear resistance. TIBIRES ] & TREEREME A 548,
» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. DY TIBN -1 #3448,
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Bi7(mm) Unit: mm
s 7 SyvoE | Ak 28 | 7o/\-¥B | =@ | &8
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS2SL200-120-250 20.0 20 120 250 = 96,330
HS2SL220-75-150 22.0 20 75 150 = 68,860
HS2SL220-110-200 22.0 20 110 200 = 88,790 o
HS2SL250-70-150 25.0 25 70 150 = 78,020
HS2SL250-90-150 25.0 25 90 150 = 78,020
HS2SL250-110-200 25.0 25 110 200 = 102,960
HS2SL250-120-250 25.0 25 120 250 = 125,590 [ )
HBRRE YV IBRRE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 h6
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for Pre-Hardened Steels |HSZRS e

Z AlCr | 1 &Y
30° -base | 5 1 Y- AT TT squRe

CARBIDE, 2 FLUTE LONG NECK SQUARE

HE 2 TRy VR ITIV FIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» For 1.0mm and under 1.0mm diameter sizes, designed double b 01 LIFOFNEDLDIE. TEDRIES L £ 2

neck for increasing tool rigidity and minimizing vibration at working.
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» Available various rib processing due to supplying various effective TebDET V% / 7 %ﬂﬁg" _ _ . _
length and overall length products. P A GENRRUOEROBERICE Y BIEW 7EINTISHIG

i

. B
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*;Aat«

BI(mm) Unit: mm
A% IE | ek PR BHTER 2R BR |T-1N-¥A e ZER
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS001-0.3 0.1 4 0.15 0.3 40 0.085 10°/20° 9,440
HS2RS001-0.5 0.1 4 0.15 0.5 40 0.085 10°/20° 9,440
HS2RS001-1 0.1 4 0.15 1 40 0.085 10°/20° 9,440 o
HS2RS002-0.5 0.2 4 03 0.5 40 0.17 10%/20° 6,740
HS2RS002-1 0.2 4 03 1 40 0.17 10°/20° 6740 @
HS2RS002-1.5 0.2 4 03 15 40 0.17 10°/20° 6,740
HS2RS002-2 0.2 4 03 2 40 0.17 10°/20° 6,740
HS2RS003-1 0.3 4 0.5 1 40 0.27 10°/20° 5,320 [ )
HS2RS003-1.5 0.3 4 0.5 1.5 40 0.27 10°/20° 5,320
HS2RS003-2 0.3 4 0.5 2 40 0.27 10°/20° 5,320
HS2RS003-2.5 0.3 4 0.5 25 40 0.27 10°/20° 5,320
HS2RS003-3 0.3 4 0.5 3 40 0.27 10°/20° 5,320
HS2RS003-4 0.3 4 0.5 4 40 0.27 10°/20° 6,310 ( ]
HS2RS003-5 0.3 4 0.5 5 40 0.27 10°/20° 6,310
HS2RS004-1 0.4 4 0.6 1 40 0.37 10°/20° 5,320
HS2RS004-1.5 0.4 4 0.6 1.5 40 0.37 10°/20° 5,320
HS2RS004-2 0.4 4 0.6 2 40 0.37 10°/20° 5,320
HS2RS004-2.5 0.4 4 0.6 25 40 037 10°/20° 5,320
HS2RS004-3 0.4 4 06 3 40 0.37 10°/20° 5320 @
HS2RS004-4 0.4 4 0.6 4 40 0.37 10%/20° 5,320
NEXT PAGE »
e 288 JUN-tU 1#AR BHRAE @ 95774+ &% TIWIZOL AFULAE FAY
Seas MoySteds TGN Hardeneq steets MG AN Copper  Graphite Castlron  Aluminum  San'e®  Titanium

© | e | o | e | @ | I I [ o | [ o |

193



NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRS -z

Z AlCr | 47 I
30° -base | 5 1 Y- R TT SQuie
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B 2 IOV IRV IRIITIVERINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability and wear rlesistance. YIYIRE ) & TRESEEME A R4E,

>I o » Excellent for cu_ttmg pre-hardened steels, cgrbon steels, alloy steels b TUN— RV . 2ABLU4H 1 ZEAS. HRCSS
L s of molds and dies, up to HRC55 and machine parts. FTOMBERRO T BN S,

\l i i i 1/ —_ NP

h S g » For 1.0m.m and _under 10mm dlametelzr‘sge‘s, dgsngqed double . » 01 LIFOFEDEDIE. TEDRIMAS HEL ) #iET 3
T% neck for increasing tool rigidity and minimizing vibration at working. FDET 3w 5 EATE

% I » Available various rib processing due to supplying various effective " - Ju / D" B _ § B

g length and overall length products. P BRAGENRRUEROBRICEY . @AWY ZEINTISHG.
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B{iZ(mm) Unit: mm
_— W& |vvvo@E| WE | BTE | £k BE |7-/\-¥B| ©Em | &
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS004-5 0.4 4 0.6 5 40 037 10°/20° 5,320
HS2RS004-6 0.4 4 0.6 6 40 037 10°/20° 5,320
HS2RS004-8 0.4 4 0.6 8 40 037 10°/20° 5,320 [ }
HS2RS004-10 0.4 4 0.6 10 40 0.37 10°/20° 6,310
HS2RS005-1 0.5 4 0.7 1 45 0.45 10°/20° 4,940
HS2RS005-1.5 0.5 4 0.7 15 45 0.45 10%20° 4,940
HS2RS005-2 0.5 4 0.7 2 45 0.45 10%20° 4940 | @
HS2RS005-2.5 0.5 4 0.7 25 45 045 10°/20° 4,940
HS2RS005-3 0.5 4 0.7 3 45 0.45 10°/20° 4,940
HS2RS005-4 0.5 4 0.7 4 45 045 10°/20° 4,940 (]
HS2RS005-5 0.5 4 0.7 5 45 045 10°/20° 4,940
HS2RS005-6 0.5 4 0.7 6 45 045 10°/20° 4,940
HS2RS005-8 0.5 4 0.7 8 45 0.45 10°/20° 4,940
HS2RS005-10 0.5 4 0.7 10 45 0.45 10°/20° 4,940
HS2RS005-12 0.5 4 0.7 12 45 0.45 10°/20° 5,890
HS2RS005-14 0.5 4 0.7 14 45 0.45 10°/20° 5,890 [}
HS2RS005-16 0.5 4 0.7 16 45 0.45 10°/20° 5,890
HS2RS006-2 0.6 4 0.9 2 45 0.55 10°/20° 4,940 ( }
HS2RS006-3 0.6 4 0.9 3 45 0.55 10°/20° 4,940
HS2RS006-4 0.6 4 0.9 4 45 0.55 10°/20° 4,940
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRS e

Z AlCr | 1 &Y
30° -base | 5 1 Y- AT TT squRe

CARBIDE, 2 FLUTE LONG NECK SQUARE

HE 2 TRy VR ITIV FIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» For 1.0mm and under 1.0mm diameter sizes, designed double b 01 LIFOFNEDLDIE. TEDRIES L £ 2

neck for increasing tool rigidity and minimizing vibration at working.
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» Available various rib processing due to supplying various effective TebDET V% / 7 %ﬂﬁg" _ _ . _
length and overall length products. P A GENRRUOEROBERICE Y BIEW 7EINTISHIG

i

. B

5,
*;Aat«

BI(mm) Unit: mm
A% IE | ek PR BHTER 2R BR |T-1N-¥A e ZER
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS006-5 0.6 4 0.9 5 45 0.55 10°/20° 4,940
HS2RS006-6 0.6 4 0.9 6 45 0.55 10°/20° 4,940 ( ]
HS2RS006-8 0.6 4 0.9 8 45 0.55 10°/20° 4,940
HS2RS006-10 0.6 4 0.9 10 45 0.55 10%/20° 4,940
HS2RS006-12 0.6 4 0.9 12 45 0.55 10°/20° 4,940
HS2RS006-14 0.6 4 0.9 14 45 0.55 10°/20° 5,890
HS2RS006-16 0.6 4 0.9 16 45 0.55 10°/20° 5,890
HS2RS007-2 0.7 4 1.2 2 45 0.65 10°/20° 4,940 [}
HS2RS007-4 0.7 4 1.2 4 45 0.65 10°/20° 4,940
HS2RS007-6 0.7 4 1.2 6 45 0.65 10°/20° 4,940
HS2RS007-8 0.7 4 1.2 8 45 0.65 10°/20° 4,940
HS2RS007-10 0.7 4 1.2 10 45 0.65 10°/20° 4,940
HS2RS007-12 0.7 4 1.2 12 45 0.65 10°/20° 4,940
HS2RS008-2 0.8 4 1.2 2 45 0.75 10°/20° 4,940
HS2RS008-3 0.8 4 1.2 3 45 0.75 10°/20° 4,940
HS2RS008-4 0.8 4 1.2 4 45 0.75 10°/20° 4,940 ( ]
HS2RS008-5 0.8 4 1.2 5 45 0.75 10°/20° 4,940
HS2RS008-6 0.8 4 1.2 6 45 0.75 10°/20° 4,940
HS2RS008-8 0.8 4 1.2 8 45 0.75 10°/20° 4,940
HS2RS008-10 0.8 4 12 10 45 0.75 10%/20° 4,940
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRS -z

Z AlCr | 47 I
30° -base | 5 1 Y- R TT SQuie

CARBIDE, 2 FLUTE LONG NECK SQUARE

B 2 IOV IRV IRIITIVERINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability and wear rlesistance. YIYIRE ) & TRESEEME A R4E,

>I o » Excellent for cu_ttmg pre-hardened steels, cgrbon steels, alloy steels b TUN— RV . 2ABLU4H 1 ZEAS. HRCSS
L s of molds and dies, up to HRC55 and machine parts. FTOMBERRO T BN S,

\l i i i 1/ —_ NP

h S g » For 1.0m.m and _under 10mm dlametelzr‘sge‘s, dgsngqed double . » 01 LIFOFEDEDIE. TEDRIMAS HEL ) #iET 3
T% neck for increasing tool rigidity and minimizing vibration at working. FDET 3w 5 EATE

% I » Available various rib processing due to supplying various effective " - Ju / D" B _ § B

g length and overall length products. P BRAGENRRUEROBRICEY . @AWY ZEINTISHG.

. -
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C
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9

B{iZ(mm) Unit: mm
_— W& |vvvo@E| WE | BTE | £k BE |7-/\-¥B| ©Em | &
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS008-12 0.8 4 1.2 12 45 0.75 10°/20° 4,940
HS2RS008-14 0.8 4 1.2 14 45 0.75 10°/20° 4,940 ( }
HS2RS008-16 0.8 4 1.2 16 45 0.75 10°/20° 5,890
HS2RS008-20 0.8 4 12 20 45 0.75 10°/20° 5,890
HS2RS009-6 0.9 4 13 6 45 0.85 10°/20° 4,940
HS2RS009-8 0.9 4 13 8 45 0.85 10%20° 4,940
HS2RS009-10 0.9 4 13 10 45 0.85 10%20° 4,940
HS2RS010-2 1.0 4 1.5 2 50 0.95 10°/20° 4,330
HS2RS010-3 1.0 4 1.5 3 50 0.95 10°/20° 4,330 { ]
HS2RS010-4 1.0 4 1.5 4 50 0.95 10°/20° 4,330 (]
HS2RS010-5 1.0 4 1.5 5 50 0.95 10°/20° 4,330
HS2RS010-6 1.0 4 1.5 6 50 0.95 10°/20° 4,330 o
HS2RS010-7 1.0 4 1.5 7 50 0.95 10°/20° 4,330
HS2RS010-8 1.0 4 1.5 8 50 0.95 10°/20° 4,330 ()
HS2RS010-10 1.0 4 1.5 10 50 0.95 10°/20° 4,330 ()
HS2RS010-12 1.0 4 1.5 12 50 0.95 10°/20° 4,330 [}
HS2RS010-14 1.0 4 1.5 14 50 0.95 10°/20° 4,330
HS2RS010-16 1.0 4 1.5 16 50 0.95 10°/20° 4,330 ( }
HS2RS010-18 1.0 4 15 18 50 0.95 10°/20° 4,330
HS2RS010-20 1.0 4 15 20 50 0.95 10°/20° 4330 @
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRS e

Z AlCr | 1 &Y
30° -base | 5 1 Y- AT TT squRe

CARBIDE, 2 FLUTE LONG NECK SQUARE

HE 2 TRy VR ITIV FIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» For 1.0mm and under 1.0mm diameter sizes, designed double b 01 LIFOFNEDLDIE. TEDRIES L £ 2

neck for increasing tool rigidity and minimizing vibration at working.
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» Available various rib processing due to supplying various effective TebDET V% / 7 %ﬂﬁg" _ _ . _
length and overall length products. P A GENRRUOEROBERICE Y BIEW 7EINTISHIG

i

. B

5,
*;Aat«

BI(mm) Unit: mm
A% IE | ek PR BHTER 2R BR |T-1N-¥A e ZER
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS010-22 1.0 4 1.5 22 60 0.95 10°/20° 4,470
HS2RS010-26 1.0 4 1.5 26 60 0.95 10°/20° 5,460 ( ]
HS2RS010-30 1.0 4 1.5 30 70 0.95 10°/20° 5,890
HS2RS010-40 1.0 4 15 40 80 0.95 10%/20° 6,480
HS2RS010-50 1.0 4 15 50 100 0.95 10°/20° 7,290
HS2RS012-4 1.2 4 18 4 50 1.15 15° 4,330
HS2RS012-6 1.2 4 18 6 50 1.15 15° 4330
HS2RS012-8 1.2 4 1.8 8 50 1.15 15° 4,330 o
HS2RS012-10 1.2 4 1.8 10 50 1.15 15° 4,330
HS2RS012-12 1.2 4 1.8 12 50 1.15 15° 4,330
HS2RS012-14 1.2 4 1.8 14 50 1.15 15° 4,330
HS2RS012-16 1.2 4 1.8 16 50 1.15 15° 4,330
HS2RS012-20 1.2 4 1.8 20 50 1.15 15° 4,330
HS2RS012-26 1.2 4 1.8 26 60 1.15 15° 5,460 ( }
HS2RS012-30 1.2 4 1.8 30 70 1.15 15° 5,890
HS2RS014-6 1.4 4 2.1 6 50 1.35 15° 4,330
HS2RS014-8 1.4 4 2.1 8 50 1.35 15° 4,330
HS2RS014-10 1.4 4 2.1 10 50 1.35 15° 4,330
HS2RS014-14 1.4 4 21 14 50 135 15° 4330 @
HS2RS014-16 1.4 4 2.1 16 50 135 15° 4,330
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRS -z

Z AlCr | 47 I
30° -base | 5 1 Y- R TT SQuie

CARBIDE, 2 FLUTE LONG NECK SQUARE

B 2 IOV IRV IRIITIVERINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability and wear rlesistance. YIYIRE ) & TRESEEME A R4E,

>I o » Excellent for cu_ttmg pre-hardened steels, cgrbon steels, alloy steels b TUN— RV . 2ABLU4H 1 ZEAS. HRCSS
L s of molds and dies, up to HRC55 and machine parts. FTOMBERRO T BN S,

\l i i i 1/ —_ NP

h S g » For 1.0m.m and _under 10mm dlametelzr‘sge‘s, dgsngqed double . » 01 LIFOFEDEDIE. TEDRIMAS HEL ) #iET 3
T% neck for increasing tool rigidity and minimizing vibration at working. FDET 3w 5 EATE

% I » Available various rib processing due to supplying various effective " - Ju / D" B _ § B

g length and overall length products. P BRAGENRRUEROBRICEY . @AWY ZEINTISHG.

. -
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B{iZ(mm) Unit: mm
_— W& |vvvo@E| WE | BTE | £k BE |7-/\-¥B| ©Em | &
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS014-20 14 4 2.1 20 50 135 15° 4,330
HS2RS015-4 1.5 4 23 4 50 145 15° 4,330 o
HS2RS015-5 1.5 4 23 5 50 145 15° 4,330
HS2RS015-6 1.5 4 23 6 50 1.45 15° 4,330
HS2RS015-7 1.5 4 23 7 50 145 15° 4,330 o
HS2RS015-8 1.5 4 23 8 50 145 15° 4,330 [ ]
HS2RS015-10 1.5 4 23 10 50 145 15° 4,330 ()
HS2RS015-12 1.5 4 23 12 50 145 15° 4,330
HS2RS015-14 1.5 4 23 14 50 145 15° 4,330
HS2RS015-16 1.5 4 23 16 50 145 15° 4,330 [ )
HS2RS015-18 1.5 4 23 18 50 145 15° 4,330
HS2RS015-20 1.5 4 23 20 50 1.45 15° 4,330 [ )
HS2RS015-22 15 4 23 22 60 145 15° 4,470
HS2RS015-26 1.5 4 23 26 60 145 15° 4,470 ([ J
HS2RS015-30 1.5 4 23 30 70 145 15° 5,160
HS2RS016-8 1.6 4 23 8 50 1.55 15° 4,330
HS2RS016-10 1.6 4 23 10 50 1.55 15° 4,330
HS2RS016-12 1.6 4 23 12 50 1.55 15° 4,330
HS2RS016-16 1.6 4 23 16 50 1.55 15° 4,330
HS2RS016-20 1.6 4 23 20 50 1.55 15° 4,330 o
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRS e

Z AlCr | 1 &Y
30° -base | 5 1 Y- AT TT squRe

CARBIDE, 2 FLUTE LONG NECK SQUARE

BE 28IV TRV IRIITIVEZ L

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» For 1.0mm and under 1.0mm diameter sizes, designed double b 01 LIFOFNEDLDIE. TEDRIES L £ 2

neck for increasing tool rigidity and minimizing vibration at working.
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» Available various rib processing due to supplying various effective TebDET V% / 7 %ﬂﬁg" _ _ . _
length and overall length products. P A GENRRUOEROBERICE Y BIEW 7EINTISHIG

i
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iZ(mm) Unit: mm
BE Yy AR B R 2R HE |T-I\—#A Mﬁ ZER
= Mill Dnmeter Shank Dlameter Length of Cut | Length Below Shank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
o.
L1 L3 L2

HS2RS018-8 1.8 4 27 8 50 1.75 15° 4,330
HS2RS018-10 1.8 4 27 10 50 1.75 15° 4,330
HS2RS018-12 1.8 4 27 12 50 1.75 15° 4,330
HS2RS018-16 1.8 4 27 16 50 175 15° 4330
HS2RS018-20 1.8 4 27 20 50 175 15° 4330
HS2RS020-6 2.0 4 3 6 50 195 15° 4330 @
HS2RS020-8 2.0 4 3 8 50 1.95 15° 4330 @
HS2RS020-10 2.0 4 3 10 50 1.95 15° 4,330 o
HS2RS020-12 2.0 4 3 12 50 1.95 15° 4,330 o
HS2RS020-14 2.0 4 3 14 50 1.95 15° 4,330 o
HS2RS020-16 2.0 4 3 16 50 1.95 15° 4,330 ()
HS2RS020-18 2.0 4 3 18 50 1.95 15° 4,330 ()
HS2RS020-20 2.0 4 3 20 50 1.95 15° 4,330 [ )
HS2RS020-22 2.0 4 3 22 60 1.95 15° 4,470 ()
HS2RS020-26 2.0 4 3 26 60 1.95 15° 4,470 ()
HS2RS020-30 2.0 4 3 30 70 1.95 15° 5,160
HS2RS020-35 2.0 4 3 35 70 1.95 15° 5,160
HS2RS020-40 2.0 4 3 40 80 1.95 15° 5,770
HS2RS020-45 2.0 4 3 45 90 1.95 15° 6,440
HS2RS020-50 2.0 4 3 50 100 1.95 15° 6830 @
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRS -z

Z AlCr | 47 I
30° -base | 5 1 Y- R TT SQuie

CARBIDE, 2 FLUTE LONG NECK SQUARE

B 2 IOV IRV IRIITIVERINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability and wear rlesistance. YIYIRE ) & TRESEEME A R4E,

>I o » Excellent for cu_ttmg pre-hardened steels, cgrbon steels, alloy steels b TUN— RV . 2ABLU4H 1 ZEAS. HRCSS
L s of molds and dies, up to HRC55 and machine parts. FTOMBERRO T BN S,

\l i i i 1/ —_ NP

h S g » For 1.0m.m and _under 10mm dlametelzr‘sge‘s, dgsngqed double . » 01 LIFOFEDEDIE. TEDRIMAS HEL ) #iET 3
T% neck for increasing tool rigidity and minimizing vibration at working. FDET 3w 5 EATE

% I » Available various rib processing due to supplying various effective " - Ju / D" B _ § B

g length and overall length products. P BRAGENRRUEROBRICEY . @AWY ZEINTISHG.
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B{iZ(mm) Unit: mm
_— W& |vvvo@E| WE | BTE | £k BE |7-/\-¥B| ©Em | &
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS020-60 2.0 4 3 60 110 1.95 15° 7,470
HS2RS025-8 25 4 4 8 50 24 15° 4,330
HS2RS025-10 25 4 4 10 50 24 15° 4,330
HS2RS025-12 25 4 4 12 50 24 15° 4330
HS2RS025-14 25 4 4 14 50 24 15° 4330
HS2RS025-16 25 4 4 16 50 24 15° 4330 @
HS2RS025-18 25 4 4 18 50 24 15° 4330
HS2RS025-20 25 4 4 20 50 24 15° 4,330
HS2RS025-22 2.5 4 4 22 60 24 15° 4,470
HS2RS025-26 2.5 4 4 26 60 24 15° 4,470
HS2RS025-30 25 4 4 30 70 24 15° 5,160 [ }
HS2RS025-35 25 4 4 35 70 24 15° 5,160
HS2RS025-40 25 4 4 40 80 24 15° 5,770
HS2RS025-45 25 4 4 45 90 24 15° 6,440
HS2RS025-50 25 4 4 50 100 24 15° 6,830
HS2RS030-6 3.0 6 4.5 6 50 2.85 15° 4,940 ( ]
HS2RS030-8 3.0 6 4.5 8 50 2.85 15° 4,940 ( ]
HS2RS030-10 3.0 6 4.5 10 50 2.85 15° 4,940 ( ]
HS2RS030-12 3.0 6 45 12 50 285 15° 4940 @
HS2RS030-14 3.0 6 45 14 60 285 15° 5080 @
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSZRS e

Z AlCr | 1 &Y
30° -base | 5 1 Y- AT TT squRe

CARBIDE, 2 FLUTE LONG NECK SQUARE

HE 2 TRy VR ITIV FIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YI4IRES ) & THEEEE M A 3448,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TOMBERRO TEIIcENS

» For 1.0mm and under 1.0mm diameter sizes, designed double b 01 LIFOFNEDLDIE. TEDRIES L £ 2

neck for increasing tool rigidity and minimizing vibration at working.

» Available various rib processing due to supplying various effective TebDET V% / 7 %ﬂﬁg" _ _ . _
length and overall length products. P A GENRRUOEROBERICE Y BIEW 7EINTISHIG

i
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BI(mm) Unit: mm
A% IE | ek PR BHTER 2R BR |T-1N-¥A e ZER
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS030-16 3.0 6 4.5 16 60 2.85 15° 5,080 ( ]
HS2RS030-18 3.0 6 4.5 18 60 2.85 15° 5,080
HS2RS030-20 3.0 6 45 20 60 2.85 15° 5,080 ( ]
HS2RS030-22 3.0 6 45 22 65 285 15° 5,160
HS2RS030-26 3.0 6 45 26 65 285 15° 5160 @
HS2RS030-30 3.0 6 45 30 70 2.85 15° 6,000
HS2RS030-35 3.0 6 45 35 70 2.85 15° 6,000
HS2RS030-40 3.0 6 4.5 40 80 2.85 15° 7,170
HS2RS030-45 3.0 6 4.5 45 920 2.85 15° 7,810
HS2RS030-50 3.0 6 4.5 50 100 2.85 15° 8,700
HS2RS030-60 3.0 6 4.5 60 100 2.85 15° 9,220 [ )
HS2RS040-8 4.0 6 6 8 50 3.85 15° 4,940 ()
HS2RS040-10 4.0 6 6 10 50 3.85 15° 4,940
HS2RS040-12 4.0 6 6 12 50 3.85 15° 4,940 ()
HS2RS040-14 4.0 6 6 14 60 3.85 15° 5,080 ()
HS2RS040-16 4.0 6 6 16 60 3.85 15° 5,080 [ ]
HS2RS040-18 4.0 6 6 18 60 3.85 15° 5,080
HS2RS040-20 4.0 6 6 20 60 3.85 15° 5,080 [ }
HS2RS040-22 4.0 6 6 22 65 385 15° 5,160
HS2RS040-26 4.0 6 6 26 65 385 15° 5160 @
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HSZRS -z

Z AlCr | 47 I
30° -base | 5 1 Y- R TT SQuie

CARBIDE, 2 FLUTE LONG NECK SQUARE

B 2 IOV IRV IRIITIVERINW

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

\cl’ ability and wear rlesistance. YIYIRE ) & TRESEEME A R4E,

>I o » Excellent for cu_ttmg pre-hardened steels, cgrbon steels, alloy steels b TUN— RV . 2ABLU4H 1 ZEAS. HRCSS
L s of molds and dies, up to HRC55 and machine parts. FTOMBERRO T BN S,

\l i i i 1/ —_ NP

h S g » For 1.0m.m and _under 10mm dlametelzr‘sge‘s, dgsngqed double . » 01 LIFOFEDEDIE. TEDRIMAS HEL ) #iET 3
T% neck for increasing tool rigidity and minimizing vibration at working. FDET 3w 5 EATE

% I » Available various rib processing due to supplying various effective " - Ju / D" B _ § B

g length and overall length products. P BRAGENRRUEROBRICEY . @AWY ZEINTISHG.

. -

2
C
ol
9

B{iZ(mm) Unit: mm
_— W& |vvvo@E| WE | BTE | £k BE |7-/\-¥B| ©Em | &
Mill Diameter | Shank Diameter | Length of Cut | LengthBelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS040-30 4.0 6 6 30 70 3.85 15° 6,000
HS2RS040-35 4.0 6 6 35 70 3.85 15° 6,000
HS2RS040-40 4.0 6 6 40 80 3.85 15° 7,170
HS2RS040-45 4.0 6 6 45 90 385 15° 7,810
HS2RS040-50 4.0 6 6 50 100 385 15° 8,700
HS2RS040-60 4.0 6 6 60 100 3.85 15° 9,220
HS2RS050-16 5.0 6 8 16 60 485 15° 5080 @
HS2RS050-20 5.0 6 8 20 60 4.85 15° 5,080
HS2RS050-26 5.0 6 8 26 65 4.85 15° 5,160 [ }
HS2RS050-30 5.0 6 8 30 70 4.85 15° 6,000
HS2RS050-35 5.0 6 8 35 75 4.85 15° 6,100 [ }
HS2RS050-40 5.0 6 8 40 80 4.85 15° 7,170
HS2RS050-50 5.0 6 8 50 90 4.85 15° 8,540 ( }
HS2RS050-60 5.0 6 8 60 100 4.85 15° 9,220
HS2RS060-15 6.0 6 9 15 60 5.85 15° 5,080 ( ]
HS2RS060-20 6.0 6 9 20 60 5.85 15° 5,080 ( ]
HS2RS060-30 6.0 6 9 30 70 5.85 15° 5,280 ( ]
HS2RS060-32 6.0 6 9 32 920 5.85 45° 5,580
HS2RS080-25 8.0 8 12 25 70 7.7 45° 8230 @
HS2RS080-30 8.0 8 12 30 80 7.7 45° 8,540
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ZUN—FVEREETY FIIV

NEW.
KK ) sOLID CARBIDE END MILL .
|HS2RS 2%

for Pre-Hardened Steels SERIES

% AlCr | 51 &
30° -base | 5 1 Y- R LT souwe

CARBIDE, 2 FLUTE LONG NECK SQUARE

HE 2 TRy VR ITIV FIIL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIEIEE ) & TR EEEEIE A RIE,
» Excellent for cutting pre-hardened steels, carbon steels, alloy steels > TUN— RV RER. 2B LU4S 1 ZBEALH. HRCS5
of molds and dies, up to HRC55 and machine parts. F TORIERRO NI B 3

» For 1.0mm and under 1.0mm diameter sizes, designed double N P ' = NS
neck for increasing tool rigidity and minimizing vibration at working. > ?};gfgémfg)gﬁgiwm eSO EMET S

» Available various rib processing due to supplying various effective o o _ - _
Iength and overall Iength products. } ﬁ’lﬁmﬂﬁﬁlfﬁﬁo)ﬁunkct U\ [I]EI}KL\ ') 77%1]DILLWII:&)

_—

5,
*;Aat«

BI(mm) Unit: mm
A% R | vy oE|l IR BHTER 2R BR |T-1N-¥A e ZER
Mill Diameter | Shank Diameter | Length of Cut | Length BelowShank | Overall Length | Neck Diameter | Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L3 L2

HS2RS080-42 8.0 8 12 42 100 77 45° 9,100 ( ]
HS2RS100-30 10.0 10 15 30 75 9.7 45° 10,670 ( ]
HS2RS100-35 10.0 10 15 35 80 9.7 45° 10,890
HS2RS100-45 10.0 10 15 45 100 9.7 45° 11,610
HS2RS120-35 12.0 12 20 35 80 1.7 45° 14,390
HS2RS120-40 12.0 12 20 40 90 1.7 45° 14,950 ([ ]
HS2RS120-50 12.0 12 20 50 110 11.7 45° 16,160
FEFAZ HBRRE YV IBRRE
Mill Diameter Mill Dia. Tolerance (mm) Shank Dia. Tolerance
D1<0®6 0~-0.012 h6
D1>06 0~-0.015
bl /g8 7UN-FUE A RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum Stsat';]::s Titanium
o | e | o | e | @ | I I [ o | [ © |
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4SQ -z

% AlCr | 47 &
26~30° -base | 5 1+ [ R IT saunse

CARBIDE, 4 FLUTE MULTIPLE HELIX SQUARE

BEAMHIRIITAREF)—FR IR

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

N Ebilit)llI andfwear resistan(r:]e. rened | X .l | YIEIRE S & TRESEEM A58,

= » Excellent for cutting pre-hardened steels, carbon steels, alloy steels RS e Fs FTRA A

1 2 of molds and dies,gus to HRC55 and machine parts. ’ 4 70”\/\ |\~:ﬁjj\ )filﬂﬁl\ SHBSVT 1 AAEEH. HRCS
z; E » Due to Multiple Helix for 3.0mm and over 3.0mm diameter end & COIARRROD BEJ\L:@*I%% S s

B3 I . . . > FEGIOMUEDIY RI)UCEZHpER I LAZAREL,
;Z:\ % mills, vibration can be minimized at cutting, and wear of cutting tool TEOLE £k, TEOEEAERIE2

= I can be decreased too. ™ s Sl °

S| E———

| L

L2

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

HS45Q010-1.6 1.0 4 1.6 40 10°/20° 4,250
HS45Q010-1.8 1.0 4 1.8 40 10°/20° 4,250
HS45Q010 1.0 6 25 50 10°/20° 4,140 ( ]
HS45Q012 1.2 6 3 50 15° 4,140
HS45Q015 1.5 6 4 50 15° 4,140 [ ]
HS45Q020 2.0 6 6 50 15° 4,140 (]
HS45Q025 2.5 6 7 50 15° 4,140 [ ]
HS4SQ030 3.0 6 8 50 15° 4,140 ([ J
HS4SQ035 3.5 6 10 50 15° 4,680 ( J
HS45Q040 4.0 6 10 50 15° 4,140 ( ]
HS45Q045 4.5 6 14 50 15° 4,820 [ ]
HS45SQ050 5.0 6 15 60 15° 4,400 o
HS45Q055 5.5 6 15 60 15° 5,350 o
HS45Q060 6.0 6 15 60 - 4,400 o
HS45Q065 6.5 8 18 60 15° 7,170 (
HS45Q070 7.0 8 20 60 15° 6,740 o
HS45Q075 7.5 8 20 60 15° 7,930 ( }
HS45Q080 8.0 8 20 70 = 7,030 ( ]
HS45Q085 8.5 10 22 70 15° 10,080 [ ]
HS45Q090 9.0 10 22 70 15° 9,040 o
NEXT PAGE »
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4SQ Zohies

Z AlCr | 51 &Y
26~30° -base | 5 1 . A4 LT SQUARE

CARBIDE, 4 FLUTE MULTIPLE HELIX SQUARE

BEAMMHIRIITFREFEI)—FR TR

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHIEES] & THEEREME & F4E, @

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels ) 1) )\— RS8R RESR. 2B LOR 1 ZBEEEH. HRCS5 g
of molds and dies, up to HRC55 and machine parts. £ TCOMIBRERRD TIHIcBN S E fE

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P N ~ RS- y Y = E &
mills, vibration can be minimized at cutting, and wear of cutting tool > 7 ®3'9 Lf(ltd)ll/ F \éllidi%ﬁfi?;/ LAzmEL. % :2
T e THOCC ) EN, TEOBEERREE S, 3L
T_\

S E———

| L

L2

iZ(mm) Unit: mm

B3z (mm)
A% HE PAPAE AR 3 T—IN\—%f Ef EER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS45Q095 9.5 10 24 70 15° 11,180 o
HS45Q100 10.0 10 25 75 - 9,220 ( J
HS45Q105 10.5 12 26 75 15° 13,200 o
HS45Q110 11.0 12 30 75 15° 11,800 ()
HS45Q115 11.5 12 30 80 15° 13,860 ()
HS45Q120 12.0 12 30 80 - 11,830 [ ]
HS45Q130 13.0 12 35 100 - 22,920 ()
HS45Q14012 14.0 12 35 100 = 26,370

HS45Q140 14.0 14 35 100 = 26,370 [ ]
HS45Q14016 14.0 16 35 100 45° 28,980

HS4SQ150 15.0 16 38 100 45° 28,980

HS45Q160 16.0 16 40 100 - 28,980 [ )
HS45Q170 17.0 16 42 100 = 38,140
HS45Q18016 18.0 16 45 100 = 39,420

HS45Q180 18.0 18 45 100 = 39,420
HS45Q190 19.0 20 45 100 45° 44,000
HS45Q200 20.0 20 45 100 - 44,000 ( J
HS45Q210 21.0 20 45 100 = 57,560
HS45Q220 22.0 20 45 100 - 57,560 o
HS45Q230 23.0 25 50 120 45° 69,850
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NEWS  7y)N—FUSREETY K3V
KKK SOLID CARBIDE END MILL
for Pre-Hardened Steels |HS4SQ

29-X
SERIES

% AlCr | 47 &
26~30° -base | 5 1+ [ R IT saunse

CARBIDE, 4 FLUTE MULTIPLE HELIX SQUARE

BEAMAIRIITRE)—-FRIVFIL

» Due to new coating and new tool geometry, outstanding cutting P EHLWI—T 4 VIBLIUFHLLY—ILZRICELY ., Bz
ability and wear resistance. YIEIRES & THEEFE M & K8,

» Excellent for cutting pre-hardened steels, carbon steels, alloy steels » TUN—RVER. RER. 2RB L0414 ZEELM. HRCSS
of molds and dies, up to HRC55 and machine parts. F ORI RO TN BN S

» Due to Multiple Helix for 3.0mm and over 3.0mm diameter end P N < = y ) =z
mills, vibration can be minimized at cutting, and wear of cutting tool P HEGOLULDL R I)UCE SR VL AZREL. 1

can be decreased too. IROEE) Zif. TEOEFREZERASES,

N
<
Tm
%
Sm
=52
[ -}
=z
[}
g

S| E———

L1

L2

BAi7(mm) Unit: mm

— nE | vevoE | PR 2k | 7-/\-¥F | ®m | &H&
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS45Q240 24.0 25 50 120 45° 69,850 ( ]
HS45Q250 25.0 25 50 120 = 69,850 ( ]
HERE IRV IBRRE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 h6
be] a88  7Un-FUE A N # JI7774% &% TIWIZOL ATULAE F4Y
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  CastIron  Aluminum Stéatlgéelsss Titanium
o | e | o | @ | e | I I [ o | [ o |
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4SA i

D<3  D23&L/D23 D3 &L/ID<3

z| % | % AlCr £ Hl
30° | 30° J26~30° -base % 1+ P R LT s

CARBIDE, 4 FLUTE WITH GASH, MULTIPLE HELIX SQUARE

EEAHPRIITARF)—FR IV FI V(T 2 )HE)

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear r'esistance. YI4IRES ) & THEEEE M A 3448, A

4 Efxcelllznt fo(rjiigttlng prte—r};a;ée;:d sctieels, I(W:larbon riteels, alloy steels p 1)/ \— R34, B, 2RELU4 1 ABASE. HRCSS - g
of molds and dies, up to and machine parts. S bz OO . T

» Due tq Multliple Helix for Iess.thar) L/D 3.0 Mth over 3.0mm diameter > ;égﬁ%ﬁg@tﬁ;ﬂ;{igggjly RS UcideiaEz L E §
end mills, vibration can be minimized at cutting, and wear of cutting SEPREE ) — 1) % BB L ITEO L £ i), T8 % .zl_
tool can be decreased too. - Designed equal index flute end mills for A REDE J;F g ARL. DII‘ 2 - Mrell, T2 N -
long length more than L/D 3.0 with over 3.0mm diameter and short DEFZERE B 5, IERO30RHD/ VR RS0 DD =
diameter less than 3.0mm end mills. LDHBLUEDHEDEWNZ A TNEEDENE ) — NEFRA,

» Due to gash land geometry used at end tooth, heavy duty cuting B 721 (Fvwv> 15> R) FEOFRAICK Y BYIEITHIS,
can be achieved.

= I ———
———

BA{i(mm) Unit: mm

nE 1z S8 nE 7y F-N—¥B | & )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SA010-1 1.0 6 1 40 10°/20° 4,330
HS4SA010-2 1.0 6 2 40 10°/20° 4,330
HS4SA010-2.5 1.0 6 25 50 10°/20° 4,520
HS4SA010-3 1.0 6 3 50 10°/20° 4,520 o
HS4SA010-4 1.0 6 4 50 10°/20° 4,520 o
HS4SA010-6 1.0 6 6 50 10°/20° 4,520 (]
HS4SA012-2 1.2 6 2 40 15° 4,330 (]
HS4SA012-3 1.2 6 3 50 15° 4,520
HS4SA012-4 1.2 6 4 50 15° 4,520
HS4SA012-6 1.2 6 6 50 15° 4,520 ( }
HS4SA015-1.5 1.5 6 1.5 40 15° 4,330
HS4SA015-3 1.5 6 3 40 15° 4,330
HS4SA015-4 15 6 4 50 15° 4,520 o
HS4SA015-6 15 6 6 50 15° 4,520
HS4SA015-8 1.5 6 8 50 15° 4,520 ([}
HS4SA015-10 1.5 6 10 50 15° 4,520
HS4SA020-2 2.0 6 2 40 15° 4,330 ( }
HS4SA020-4 2.0 6 4 40 15° 4,330
HS4SA020-6 2.0 6 6 50 15° 4,520 (]
HS4SA020-8 2.0 6 8 50 15° 4,520 o
NEXT PAGE »
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4SA -z

D<3  D23&L/D23 D23 &L/D<3

z | &\ % AICr ] H
BOHHEEABNE., -

CARBIDE, 4 FLUTE WITH GASH, MULTIPLE HELIX SQUARE

B AARIITAEFE)—-FR I FI)IUT 2 ) HE)

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

NI ability and wear resistance. YIYIRES ) & THEEEE M & 548,

EI_ o > Efxcelllznt ford cdu_tting prte—r;{agé?;:d s(;eels, r?‘arbon :teels, alloy steels > TUN— RV, . 2ABL04 1 ZEAS. HRCSS
_C of molds and dies, up to and machine parts. = TOMMERZO T Eh 3

NG ) ! ) ) Alon o

% g » Due tq Multl|ple _Hehx for Iesslthar) L/D 3.0 w_|th over 3.0mm d@mgter > HERG0LLEADUD A3EKE DT KISzl

T % end mills, vibration can be minimized at cutting, and wear of cutting " | B ) s e

% T tool can be decreased too. - Designed equal index flute end mills for B (Z:%ﬁ“ﬂj? )= l\z i L:\UDI/Bi(D l/jxt ) %’:\?ﬂ]%J\ I=

) long length more than L/D 3.0 with over 3.0mm diameter and short @Jﬁ%@%gﬁ%ﬁ; %, HEOIORFDME, 3‘]1:*:@3\5-0179:75\9

diameter less than 3.0mm end mills. UDHBLUEDTIEDEWNZ A TEERENE ) — NEFA,

» Due to gash land geometry used at end tooth, heavy duty cuting B 721 (Fv w2152 F) FEORBICK Y BYHITHIS,
can be achieved.

= S ———
| .

B{¥7(mm) Unit: mm

nE Wiz SR E 7y F-N—%f | & ]
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SA020-10 2.0 6 10 50 15° 4,520 o
HS4SA020-12 2.0 6 12 50 15° 4,520 o
HS4SA025-2.5 25 6 2.5 40 15° 4,330
HS4SA025-5 25 6 5 40 15° 4,330
HS4SA025-7 25 6 7 50 15° 4,520 ([ )
HS4SA025-10 25 6 10 50 15° 4,520
HS4SA025-12 25 6 12 50 15° 4,520
HS4SA030-3 3.0 6 3 40 15° 4,330 o
HS4SA030-6 3.0 6 6 40 15° 4,330 o
HS4SA030-8 3.0 6 8 50 15° 4,520 o
HS4SA030-10 3.0 6 10 50 15° 4,520 o
HS4SA030-12 3.0 6 12 50 15° 4,520 o
HS4SA030-14 3.0 6 14 50 15° 4,520
HS4SA040-4 4.0 6 4 40 15° 4,330 o
HS4SA040-8 4.0 6 40 15° 4,330 o
HS4SA040-10 4.0 6 10 50 15° 4,520 ([ ]
HS4SA040-12 4.0 6 12 50 15° 4,520 o
HS4SA040-14 4.0 6 14 50 15° 4,520
HS4SA040-16 4.0 6 16 50 15° 4,520 [ ]
HS4SA050-5 5.0 6 5 50 15° 4,520 ([ ]
NEXT PAGE »
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4SA i

D<3  D23&L/D23 D3 &L/ID<3

z| %Z| % AlCr £ #l
30° | 30° Je6~30° -base % 1+ P R LT s

CARBIDE, 4 FLUTE WITH GASH, MULTIPLE HELIX SQUARE

EEAHPRIITARF)—FR IV FI V(T 2 )HE)

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear r'esistance. YIYIRE ) & THEEEE M & 348, A

4 Efxcelllznt fo(rjiigttlng prte—r};a;ée;:d sctieels, I(W:larbon riteels, alloy steels 1)/ \— R34, B, 2RELU4 1 ZABASE. HRCSS - g
of molds and dies, up to and machine parts. S bz OO (1 — T

» Due tq Multliple Helix for Iess.tharlw L/D 3.0 Mth over 3.0mm diameter > ;égﬁ%ﬁg@tﬁ;ﬂ;{igggjly RS UcideiaEz L E f%
end mills, vibration can be minimized at cutting, and wear of cutting SEPREE ) — 1) % BB L ITEO L £ i), T8 % .zl_
tool can be decreased too. - Designed equal index flute end mills for A REDE J;F g ARL. DII‘ 2 - Mrell, T2 N -
long length more than L/D 3.0 with over 3.0mm diameter and short DEFEEREE 5, DEO30KHO/E HERB30LULELD =
diameter less than 3.0mm end mills. LDHBLUEDHEDEWNZ A TNEEDENE ) — NEFRA,

» Due to gash land geometry used at end tooth, heavy duty cuting B 721 (Fvwv> 15> R) FEOFRAICK Y BYIEITHIS,
can be achieved.

ﬂ DzIﬂ &Iw
—

BA{i(mm) Unit: mm

B 1z S8 nE ry F-N—¥B | & )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SA050-10 5.0 6 10 50 15° 4,520 [ ]
HS4SA050-15 5.0 6 15 60 15° 4,780 o
HS4SA050-20 5.0 6 20 60 15° 4,780 o
HS4SA050-25 5.0 6 25 60 15° 4,780
HS4SA060-6 6.0 6 6 50 - 4,520 o
HS4SA060-12 6.0 6 12 50 - 4,520 o
HS4SA060-15 6.0 6 15 60 - 4,780 ()
HS4SA060-20 6.0 6 20 60 - 4,780 ([ J
HSA4SA060-25 6.0 6 25 60 - 4,780 o
HS4SA080-16 8.0 8 16 60 - 7,430 o
HS4SA080-20 8.0 8 20 70 - 7,710 ()
HS4SA080-25 8.0 8 25 70 - 7,710 o
HS4SA080-30 8.0 8 30 70 - 7,710 o
HS4SA100-22 10.0 10 22 65 - 9,720 o
HS4SA100-25 10.0 10 25 75 - 10,120 o
HS4SA100-30 10.0 10 30 75 - 10,120 ()
HS4SA100-35 10.0 10 35 75 - 10,120 o
HS4SA120-26 12.0 12 26 70 - 12,520 ()
HS4SA120-30 12.0 12 30 80 - 12,980 ([ )
HS4SA120-35 12.0 12 35 80 - 12,980 ([ ]
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4SA -z

D<3  D23&L/D23 D23 &L/D<3

z | 2| % AFNEE
30° | 30° J26~30° -base % 1+ P R LT saunre

CARBIDE, 4 FLUTE WITH GASH, MULTIPLE HELIX SQUARE

B AARIITAEFE)—-FR I FI)IUT 2 ) HE)

» Due to new coating and new tool geometry, outstanding cutting P EHLWI—T 4 VIBLIUFHLLY—ILZRICELY ., Bz

NI ability and wear resistance. YIIEE ) & TR EEREIE A R4E,

EI_ o > Efxcelllznt fo; (;u_tting prte—r;{a';%egsed s;eels, rt:‘arbon :teels, alloy steels > TUN— RV, . 2ABL04 1 ZEAS. HRCSS
_C of molds and dies, up to and machine parts. ORI tIY BN

NG . ' . ) Ao o

2 e el e i S bl il YT L S O

% I tool can be decreased too. - Designed equal index flute end mills for A (Z:%ﬁ“ﬁ:_? )= I\Z i L:JJDI%‘D I‘/jxt % %’:\?ﬂ]ﬁ\ 1=

& long length more than L/D 3.0 with over 3.0mm diameter and short 0)@%%% BRE %, HERO30KHDIE, }]&@:’?.OL{J:b"D

diameter less than 3.0mm end mills. UDHBLUEDTIEDEWNZ A TEERENE ) — NEFA,

» Due to gash land geometry used at end tooth, heavy duty cutting P 72U (Frv>a15> F) FEOERBICEL Y YIRS,
can be achieved.

= I ——
| .

BAi7(mm) Unit: mm

s 7 SyvoE | Ak 28 | 7o/\—¥B | @ | &R
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SA120-40 12.0 12 40 80 = 12,980 ( ]
HS4SA140-35 14.0 16 35 100 45° 34,110 [ ]
HS4SA160-32 16.0 16 32 100 = 34,110 ( ]
HS4SA160-40 16.0 16 40 100 = 34,110 [ ]
HS4SA180-45 18.0 20 45 100 45° 48,190 ([ ]
HS4SA200-45 20.0 20 45 100 = 48,190 ([ ]
HBRE YV IBRRE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 h6

] a8 TUN-FUR A BiAR # JI7774% &% TIWIZOL ATULAE F4Y

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum St;l;\leelsss Titanium
o | e | e [ e [ e | | | [ © ] | |
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4SL i

Z AlCr | 1 &Y
30° -base | 5 1 - A4 LT SQUARE

CARBIDE, 4 FLUTE LONG LENGTH SQUARE

BEAMMRIR2T7AQVT IRV

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. UIHIRES & MR FeE,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,

)

4
s
o=
WA
N
(7
=
N

— T SSSS

‘ L1

L2

BI(mm) Unit: mm
nE R Sw YR nE 7y F-N—¥B | & )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SL010-3-60 1.0 6 3 60 10°/20° 4,250
HS4SL010-4-60 1.0 6 4 60 10°/20° 4,250
HS4SL010-5-60 1.0 6 5 60 10°/20° 4,250 [ J
HS4SL010-6-60 1.0 6 6 60 10°/20° 4,250 o
HS4SL010-7-60 1.0 6 7 60 10°/20° 4,470
HS4SL010-8-60 1.0 6 8 60 10°/20° 4,730 (]
HS4SL010-10-60 1.0 6 10 60 10°/20° 5,110 ()
HS4SL010-12-60 1.0 6 12 60 10°/20° 5,540
HS4SL012-4-60 1.2 6 4 60 15° 4,250
HS4SL012-6-60 1.2 6 6 60 15° 4,250 ( }
HS4SL012-8-60 1.2 6 8 60 15° 4,470
HS4SL012-10-60 1.2 6 10 60 15° 4,730
HS4SL012-12-60 1.2 6 12 60 15° 5110
HS4SL015-6-60 1.5 6 6 60 15° 4,250 (
HS4SL015-8-60 1.5 6 8 60 15° 4,470 [ )
HS4SL015-10-60 1.5 6 10 60 15° 4,730 o
HS4SL015-12-60 1.5 6 12 60 15° 5110
HS4SL015-14-60 1.5 6 14 60 15° 5,540
HS4SL015-16-60 1.5 6 16 60 15° 5,770
HS45L020-8-60 2.0 6 8 60 15° 4,250 o
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4SL -z

Z AlCr | 47 I
30° -base | 5t 1+ [SNE—- R TT SQue

CARBIDE, 4 FLUTE LONG LENGTH SQUARE

BEAMMIR2T7AT TR

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIHRES] & THEEFE I 5 345,
» Excellent performance when cutting pre-hardened steels, up to P SRIE LR A A FRETNBHRCSS T THT Y /N\— KR8
HRC55 which are used for molds & dies. DY BN AL B RIE

N
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/lm
%
Sm
=52
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=z
A
g

—_———e D{ [

‘ L2

BAf7(mm) Unit: mm
RIE TE EPLL AR 25 F—I\—%f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SL020-10-60 2.0 6 10 60 15° 4,470 [ )
HS4SL020-12-60 2.0 6 12 60 15° 4,730 ( J
HS4SL020-14-60 2.0 6 14 60 15° 5110 ( }
HS45L020-16-60 2.0 6 16 60 15° 5,110
HS45L025-10-60 2.5 6 10 60 15° 4,250 o
HS45L025-12-60 2.5 6 12 60 15° 4,250 (]
HS45L025-16-60 2.5 6 16 60 15° 4,730
HS4SL025-20-60 25 6 20 60 15° 5,110
HS4SL025-26-60 235, 6 26 60 15° 5,960 o
HS4SL030-16-100 3.0 3 16 100 - 4,640
HS4SL030-10-70 3.0 6 10 70 15° 4,300 o
HS4SL030-12-70 3.0 6 12 70 15° 4,300 [ )
HS4SL030-14-70 3.0 6 14 70 15° 4,520 o
HS4SL030-16-70 3.0 6 16 70 15° 4,730 ([
HS4SL030-20-70 3.0 6 20 70 15° 5,160 o
HS4SL030-26-70 3.0 6 26 70 15° 5,800
HS4SL030-30-70 3.0 6 30 70 15° 6,220
HS4SL040-20-100 4.0 4 20 100 = 4,850
HS4SL040-12-70 4.0 6 12 70 15° 4,300 (]
HS45L040-16-70 4.0 6 16 70 15° 4,520 o
NEXT PAGE P
] ReH  TUN-FUH A BiAR # GI7774b  B%  TNIZUL AFVLAE FEY
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
O e | e [ e [ e | | | | O ] | |

212



NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4SL i

Z AlCr | 1 &Y
30° -base | 5 1 - A4 LT SQUARE

CARBIDE, 4 FLUTE LONG LENGTH SQUARE

BEAMMRIR2T7AQVT IRV

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. UIHIRES & MR FeE,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,
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L2

BI(mm) Unit: mm
B 1z S8 nE ry F—N—%f | & R
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SL040-20-70 4.0 6 20 70 15° 4,940 [ )
HS4SL040-26-70 4.0 6 26 70 15° 5,360 [ J
HS4SL040-30-70 4.0 6 30 70 15° 5,800 [ J
HS4SL050-20-70 5.0 6 20 70 15° 4,300
HS4SL050-25-70 5.0 6 25 70 15° 4,400
HS4SL050-25-100 5.0 6 25 100 15° 4,940
HS4SL050-30-80 5.0 6 30 80 15° 4,820 ()
HS4SL050-35-90 5.0 6 35 90 15° 5,320 [ )
HS4SL050-40-100 5.0 6 40 100 15° 5,800 [ )
HS4SL060-15-60 6.0 6 15 60 - 4,250
HS4SL060-15-80 6.0 6 15 80 - 4,470
HS4SL060-20-70 6.0 6 20 70 - 4,300 [ )
HS4SL060-20-90 6.0 6 20 90 = 4,850
HS4SL060-25-75 6.0 6 25 75 - 4,470 ([ J
HS4SL060-30-80 6.0 6 30 80 - 4,820 [ )
HS4SL060-30-100 6.0 6 30 100 - 5,230 o
HS4SL060-30-150 6.0 6 30 150 = 6,950
HS4SL060-35-90 6.0 6 35 90 = 5,320
HS4SL060-40-90 6.0 6 40 90 - 5,580 o
HS45L060-40-120 6.0 6 40 120 - 6,910 o
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4SL -z

Z AlCr | 47 I
30° -base | 5t 1+ [SNE—- R TT SQue

CARBIDE, 4 FLUTE LONG LENGTH SQUARE

BEAMMIR2T7AT TR

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIHRES] & THEEFE I 5 345,
» Excellent performance when cutting pre-hardened steels, up to P SRIE LR A A FRETNBHRCSS T THT Y /N\— KR8
HRC55 which are used for molds & dies. DY BN AL B RIE
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B{iZ(mm) Unit: mm
nE iE SR E 7y F-N—%f | & S
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SL060-45-150 6.0 6 45 150 - 8,230
HS4SL080-25-80 8.0 8 25 80 - 7,330 ( ]
HS4SL080-30-80 8.0 8 30 80 - 7,330
HS45L080-30-100 8.0 8 30 100 - 7,930 ()
HS45L080-35-90 8.0 8 35 90 - 8,190 ()
HS4SL080-40-90 8.0 8 40 20 - 8,750
HS4SL080-40-120 8.0 8 40 120 - 9,820 ()
HS4SL080-40-150 8.0 8 40 150 = 10,970
HS4SL080-45-100 8.0 8 45 100 = 9,680 o
HS4SL080-50-100 8.0 8 50 100 - 9,910 o
HS4SL080-50-150 8.0 8 50 150 - 11,830 [ )
HS4SL100-30-80 10.0 10 30 80 - 9,440 o
HS4SL100-30-100 10.0 10 30 100 - 10,170 [ )
HS4SL100-35-90 10.0 10 35 90 - 9,820
HS4SL100-40-90 10.0 10 40 90 - 10,500
HS4SL100-40-120 10.0 10 40 120 - 11,800 ( ]
HS4SL100-45-100 10.0 10 45 100 - 11,400 [ }
HS4SL100-50-100 10.0 10 50 100 - 12,070 ( }
HS4SL100-50-150 10.0 10 50 150 - 14,530
HS4SL100-50-200 10.0 10 50 200 - 17,390 o
NEXT PAGE P
e 488 TUN-FUE AR BEAR @ 43774b &% TINIIUL ATULAE F4Y
Sews Moysiess PEGEETE Hardened steels "G 2 Copper  Graphite Castlron Aluminum Sen'e>®  Titanium
O | e | e [ e | e | | | | o ] | |

214



NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4SL i

Z AlCr | 1 &Y
30° -base | 5 1 - A4 LT SQUARE

CARBIDE, 4 FLUTE LONG LENGTH SQUARE

BEAMMRIR2T7AQVT IRV

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. UIHIRES & MR FeE,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN IERE B FIB,
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BI(mm) Unit: mm
B 1z S8 nE ry F—N—%f | & R
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SL100-55-150 10.0 10 55 150 - 15,170 o
HS4SL100-60-110 10.0 10 60 110 - 13,670
HS4SL100-60-200 10.0 10 60 200 - 18,640 [ }
HS45L120-35-90 12.0 12 35 90 - 12,340 o
HS4SL120-40-100 12.0 12 40 100 - 12,820 ()
HS4SL120-40-120 12.0 12 40 120 - 13,840
HS4SL120-45-130 12.0 12 45 130 - 14,870 o
HS4SL120-50-100 12.0 12 50 100 - 14,350 ( }
HS4SL120-50-150 12.0 12 50 150 - 17,220 [ ]
HS4SL120-55-110 12.0 12 55 110 - 15,290 ( }
HS4SL120-60-110 12.0 12 60 110 - 16,320 ( }
HS4SL120-60-150 12.0 12 60 150 - 18,900 ( ]
HS4SL120-60-200 12.0 12 60 200 - 22,690 ( ]
HS4SL120-65-150 12.0 12 65 150 - 19,400 ( ]
HS4SL120-70-120 12.0 12 70 120 - 17,950 ( ]
HS4SL120-70-200 12.0 12 70 200 - 22,950 ( ]
HS4SL140-50-110 14.0 16 50 110 45° 32,410 ( ]
HS4SL140-60-150 14.0 16 60 150 45° 37,540
HS45L160-40-150 16.0 16 40 150 - 37,540
HS45L160-50-110 16.0 16 50 110 - 32,410
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KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4SL -z

Z AlCr | 47 I
30° -base | 5t 1+ [SNE—- R TT SQue

CARBIDE, 4 FLUTE LONG LENGTH SQUARE

BEAMMIR2T7AT TR

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIHRES] & THEEFE I 5 345,
» Excellent performance when cutting pre-hardened steels, up to P SRIE LR A A FRETNBHRCSS T THT Y /N\— KR8
HRC55 which are used for molds & dies. DY BN AL B RIE
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B{iZ(mm) Unit: mm
nE iE SR E 7y F-N—%f | & S
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SL160-50-150 16.0 16 50 150 - 37,540 ( ]
HS4SL160-60-120 16.0 16 60 120 - 36,170 ( ]
HS4SL160-70-130 16.0 16 70 130 - 39,980 ( ]
HS45L160-70-150 16.0 16 70 150 - 43,180
HS45L160-70-200 16.0 16 70 200 - 51,790 ()
HS45L160-80-150 16.0 16 80 150 - 45,040
HS45L160-90-150 16.0 16 90 150 - 48,800
HS4SL160-110-200 16.0 16 110 200 = 63,090 ()
HS4SL160-120-250 16.0 16 120 250 = 83,240
HS4SL180-50-120 18.0 20 50 120 45° 47,500
HS4SL180-70-130 18.0 20 70 130 45° 51,870
HS4SL180-100-200 18.0 20 100 200 45° 75,200 [ }
HS4SL200-50-110 20.0 20 50 110 - 45,800
HS4SL200-50-150 20.0 20 50 150 - 53,110
HS4SL200-60-130 20.0 20 60 130 - 49,180 [ }
HS4SL200-70-130 20.0 20 70 130 - 51,870
HS4SL200-80-150 20.0 20 80 150 - 58,430 [ }
HS4SL200-90-150 20.0 20 920 150 - 61,080
HS45L200-90-200 20.0 20 20 200 - 73,270 o
HS45L200-110-200 20.0 20 110 200 - 79,640
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NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4SL i

% AlCr | 51 &
30° -base | 5 1 - R LT souwe

CARBIDE, 4 FLUTE LONG LENGTH SQUARE

BEAMMRIR2T7AQVT IRV

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIHIRES & TR M A 48,
» Excellent performance when cutting pre-hardened steels, up to P £BIE KOS A A ERETNBHRGS T TO T /\— KR40
HRC55 which are used for molds & dies. DY BN TR B RIE,

— T SSSS

‘ L1

L2

BI(mm) Unit: mm
T T S5 oE D 28 | 7o/\—¥B | BE | EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS4SL200-120-250 20.0 20 120 250 = 96,640
HS4SL220-75-150 22.0 20 75 150 = 69,080
HS4SL220-110-200 22.0 20 110 200 = 89,090 [ }
HS4SL250-70-150 25.0 25 70 150 = 78,280
HS4SL250-90-150 25.0 25 90 150 = 78,280
HS4SL250-110-200 25.0 25 110 200 = 103,310
HS4SL250-120-250 25.0 25 120 250 = 126,020
HERE PAPVAEIN S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 hé
bl /g8 7UN-FUE A RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum Stsatlg::s Titanium
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NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RS e

Z AICr | 47 I
30° -base | 5 1 SN R TT SQuie

CARBIDE, 4 FLUTE LONG NECK SQUARE

BEARAIAV IRV IARIITIVFE

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YIEIRE ) & THEERE I = RIE,
» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. DY BN SRR RIE,

» Available more various effective lengths and overall lengths than At Ny, = o~
previous standard products. P EETEREWMRPERDOOV IRV IEA T 21TV,

Bfi7(mm) Unit: mm
RIE IR AR 2k BE T—N\—%f EfE FER
= Mill Dlameler Shank Dlameter Lenglh of Cut Length Below Shank | Overall Length Neck Diameter Taper Angle Unit Price (JPY) | STOCK
o.

HS4RS010-2 1.0 4 1.5 2 50 0.95 10°/20° 4,780
HS4RS010-3 1.0 4 1.5 3 50 0.95 10°/20° 4,780
HS4RS010-4 1.0 4 1.5 4 50 0.95 10°/20° 4780 @
HS4RS010-5 1.0 4 15 5 50 0.95 10%/20° 4,780
HS4RS010-6 1.0 4 15 6 50 0.95 10°/20° 4780 | @
HS4RS010-7 1.0 4 15 7 50 0.95 10°/20° 4,780
HS4RS010-8 1.0 4 15 8 50 0.95 10°/20° 4780 @
HS4RS010-10 1.0 4 1.5 10 50 0.95 10°/20° 4780 @
HS4RS010-12 1.0 4 1.5 12 50 0.95 10°/20° 4,780
HS4RS010-14 1.0 4 1.5 14 50 0.95 10°/20° 4,780
HS4RS010-16 1.0 4 1.5 16 50 0.95 10°/20° 4,780
HS4RS010-18 1.0 4 1.5 18 50 0.95 10°/20° 4,780
HS4RS010-20 1.0 4 1.5 20 50 0.95 10°/20° 4780 | @
HS4RS010-22 1.0 4 1.5 22 60 0.95 10°/20° 4,900
HS4RS010-26 1.0 4 1.5 26 60 0.95 10°/20° 5,960
HS4RS010-30 1.0 4 1.5 30 70 0.95 10°/20° 6480 @
HS4RS010-40 1.0 4 1.5 40 80 0.95 10°/20° 7120 @
HS4RS010-50 1.0 4 1.5 50 100 0.95 10°/20° 8,020
HS4RS012-4 1.2 4 18 4 50 1.15 15° 4,780
HS4RS012-6 1.2 4 18 6 50 1.15 15° 4780 | @
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RS i

Z AlCr | 1 &Y
30° -base | 5 1 FSN- A4 LT SQUARE

CARBIDE, 4 FLUTE LONG NECK SQUARE

BEAWAQAV IRV IRIITIVERINL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHEES] & THEERE M & FE, @
» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 g
HRC55 which are used for molds & dies. DY BN IR RIE E X
» Available more various effective lengths and overall lengths than R ; NN " = o~ E &
previous standard products. P EEEELENRPERDOAV IRV IEAL TSV, - T\
@ -
N
——r o [ =
Li
| | L3 |
| L2

BI(mm) Unit: mm
AU HE Y VIR A& BHIER 2R BE ToN=HA|  Efl |EES
Mill Diameter | Shank Diameter | Length of Cut | Length Below Shank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
D1 D2 L1 L3 L2

HS4RS012-8 1.2 4 1.8 8 50 1.15 15° 4,780
HS4RS012-10 1.2 4 18 10 50 1.15 15° 4,780
HS4RS012-12 1.2 4 18 12 50 1.15 15° 4,780
HS4RS012-14 1.2 4 18 14 50 1.15 15° 4,780
HS4RS012-16 1.2 4 18 16 50 1.15 15° 4,780
HS4RS012-20 1.2 4 1.8 20 50 1.15 15° 4780 | @
HS4RS012-26 1.2 4 18 26 60 1.15 15° 5,960
HS4RS012-30 1.2 4 1.8 30 70 1.15 15° 6,480
HS4RS015-4 1.5 4 23 4 50 145 15° 4,780
HS4RS015-5 1.5 4 23 5 50 145 15° 4,780
HS4RS015-6 1.5 4 23 6 50 145 15° 4780 @
HS4RS015-7 1.5 4 23 7 50 145 15° 4,780
HS4RS015-8 1.5 4 23 8 50 145 15° 4780 @
HS4RS015-10 1.5 4 23 10 50 145 15° 4,780
HS4RS015-12 1.5 4 23 12 50 145 15° 4780 | @
HS4RS015-14 1.5 4 23 14 50 1.45 15° 4,780
HS4RS015-16 1.5 4 23 16 50 145 15° 4780 | @
HS4RS015-18 1.5 4 23 18 50 1.45 152 4,780
HS4RS015-20 1.5 4 23 20 50 1.45 15° 4,780
HS4RS015-22 1.5 4 23 22 60 1.45 15° 4,900
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KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4RS zu-2

SERIES

Z AICr | 47 I
30° -base | 5 1 SN R TT SQuie

CARBIDE, 4 FLUTE LONG NECK SQUARE

BEARHIQAVITRYIRIITIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YI8IRES] & TR M % 4,
» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. DY BN SRR RIE,

» Available more various effective lengths and overall lengths than At Ny, = o~
previous standard products. P EETEREWMRPERDOOV IRV IEA T 21TV,

B{iZ(mm) Unit: mm
_— HE | vvvog| AR BFE Y BE  |7-/\—%E| =m |EES
Mill Diameter | Shank Diameter | Length of Cut | Length Below Shank | Overall Length Neck Diameter Taper Angle Unit Price (JPY) | STOCK
EDP No.
D1 D2 L1 L3 L2

HS4RS015-26 1.5 4 23 26 60 1.45 15° 4900 @
HS4RS015-30 1.5 4 23 30 70 1.45 15° 5,660
HS4RS020-6 2.0 4 3 6 50 1.95 15° 4,780
HS4RS020-8 2.0 4 3 8 50 1.95 15° 4780 @
HS4RS020-10 2.0 4 3 10 50 1.95 15° 4780 @
HS4RS020-12 2.0 4 3 12 50 1.95 15° 4780 @
HS4RS020-14 2.0 4 3 14 50 1.95 15° 4,780
HS4RS020-16 2.0 4 3 16 50 1.95 15° 4780 @
HS4RS020-18 2.0 4 3 18 50 1.95 15° 4,780
HS4RS020-20 2.0 4 3 20 50 1.95 15° 4780 @
HS4RS020-22 2.0 4 3 22 60 1.95 15° 4,900
HS4RS020-26 2.0 4 3 26 60 1.95 15° 4,900
HS4RS020-30 2.0 4 3 30 70 1.95 15° 5660 | @
HS4RS020-35 2.0 4 3 35 70 1.95 15° 5,660
HS4RS020-40 2.0 4 3 40 80 1.95 15° 6,310
HS4RS020-45 2.0 4 3 45 90 1.95 15° 7,090
HS4RS020-50 2.0 4 3 50 100 1.95 15° 7,520
HS4RS020-60 2.0 4 3 60 110 1.95 15° 8,230
HS4RS025-8 25 4 4 8 50 24 15° 4780 | @
HS4RS025-10 25 4 4 10 50 24 15° 4780 @
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RS i

Z AlCr | 1 &Y
30° -base | 5 1 FSN- A4 LT SQUARE

CARBIDE, 4 FLUTE LONG NECK SQUARE

BEAWAQAV IRV IRIITIVERINL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHEES] & THEERE M & FE, @
» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 g
HRC55 which are used for molds & dies. DY BN IR RIE E X
» Available more various effective lengths and overall lengths than R ; NN " = o~ E &
previous standard products. P EFEELBIRPERDAVIRY VAL TEZA VT VT, - Jl\_
@ -
N
ﬂ oo [ =S
L1
| | L3 |
| L2

BI(mm) Unit: mm
AU HE Y VIR A& BHIER 2R BE ToN=HA|  Efl |EES
Mill Diameter | Shank Diameter | Length of Cut | Length Below Shank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
D1 D2 L1 L3 L2

HS4RS025-12 25 4 4 12 50 24 15° 4,780
HS4RS025-14 25 4 4 14 50 24 15° 4,780
HS4RS025-16 25 4 4 16 50 24 15° 4780 @
HS4RS025-18 25 4 4 18 50 24 15° 4,780
HS4RS025-20 25 4 4 20 50 24 15° 4,780
HS4RS025-22 25 4 4 22 60 24 15° 4900 | @
HS4RS025-26 25 4 4 26 60 24 15° 4,900
HS4RS025-30 25 4 4 30 70 24 15° 5660 @
HS4RS025-35 25 4 4 35 70 24 15° 5,660
HS4RS025-40 25 4 4 40 80 24 15° 6,310
HS4RS025-45 25 4 4 45 920 24 15° 7,090
HS4RS025-50 25 4 4 50 100 24 15° 7,520
HS4RS030-6 3.0 6 4.5 6 50 2.85 15° 5360 | @
HS4RS030-8 3.0 6 4.5 8 50 2.85 15° 5360 | @
HS4RS030-10 3.0 6 4.5 10 50 2.85 15° 5360 | @
HS4RS030-12 3.0 6 4.5 12 50 2.85 15° 5,360
HS4RS030-14 3.0 6 4.5 14 60 2.85 15° 5,580
HS4RS030-16 3.0 6 4.5 16 60 2.85 15° 5580 @
HS4RS030-18 3.0 6 45 18 60 285 15° 5580 | @
HS4RS030-20 3.0 6 45 20 60 285 15° 5580 @
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |HS4RS zu-2

SERIES

Z AICr | 47 I
30° -base | 5 1 SN R TT SQuie

CARBIDE, 4 FLUTE LONG NECK SQUARE

BEARHIQAVITRYIRIITIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P HLWI—T 0 VIBLUFHLLY—ILERICEY., B

ability and wear resistance. YI8IRES] & TR M % 4,
» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. DY BN SRR RIE,

» Available more various effective lengths and overall lengths than At Ny, = o~
previous standard products. P EETEREWMRPERDOOV IRV IEA T 21TV,

N
<
/lm
%
Sm
=52
[ -}
=z
A
g

B{iZ(mm) Unit: mm
_— HE | vvvog| AR BFE Y BE  |7-/\—%E| =m |EES
Mill Diameter | Shank Diameter | Length of Cut | Length Below Shank | Overall Length Neck Diameter Taper Angle Unit Price (JPY) | STOCK
EDP No.
D1 D2 L1 L3 L2

HS4RS030-22 3.0 6 45 22 65 2.85 15° 5660 | @
HS4RS030-26 3.0 6 45 26 65 2.85 15° 5660 @
HS4RS030-30 3.0 6 4.5 30 70 2.85 15° 6600 @
HS4RS030-35 3.0 6 45 35 70 285 15° 6,600
HS4RS030-40 3.0 6 45 40 80 2.85 15° 7850 | @
HS4RS030-45 3.0 6 45 45 90 285 15° 8,610
HS4RS030-50 3.0 6 45 50 100 285 15° 9,600
HS4RS030-60 3.0 6 4.5 60 100 2.85 15° 10,120 @
HS4RS040-8 4.0 6 6 8 50 3.85 15° 5,360
HS4RS040-10 4.0 6 6 10 50 3.85 15° 5,360
HS4RS040-12 4.0 6 6 12 50 3.85 15° 5,360
HS4RS040-14 4.0 6 6 14 60 3.85 15° 5580 | @
HS4RS040-16 4.0 6 6 16 60 3.85 15° 5,580
HS4RS040-18 4.0 6 6 18 60 3.85 15° 5,580
HS4RS040-20 4.0 6 6 20 60 3.85 15° 5580 | @
HS4RS040-22 4.0 6 6 22 65 3.85 15° 5660 | @
HS4RS040-26 4.0 6 6 26 65 3.85 15° 5660 @
HS4RS040-30 4.0 6 6 30 70 3.85 15° 6600 @
HS4RS040-35 4.0 6 6 35 70 3.85 15° 6,600
HS4RS040-40 4.0 6 6 40 80 385 15° 7,850
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HS4RS i

Z AlCr | 1 &Y
30° -base | 5 1 FSN- A4 LT SQUARE

CARBIDE, 4 FLUTE LONG NECK SQUARE

BEAWAQAV IRV IRIITIVERINL

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILHARICKY . Bh

ability and wear resistance. YIHEES] & THEERE M & FE, @
» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 g
HRC55 which are used for molds & dies. DY BN IR RIE E X
» Available more various effective lengths and overall lengths than R ; NN " = o~ E &
previous standard products. P EFEELBIRPERDAVIRY VAL TEZA VT VT, - Jl\_
@ -
N
ﬂ oo [ =S
L1
| | L3 |
| L2

BI(mm) Unit: mm
AU HE Y VIR A& BHIER 2R BE ToN=HA|  Efl |EES
Mill Diameter | Shank Diameter | Length of Cut | Length Below Shank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
D1 D2 L1 L3 L2

HS4RS040-45 4.0 6 6 45 90 3.85 15° 8,610
HS4RS040-50 4.0 6 6 50 100 3.85 15° 9,600
HS4RS040-60 4.0 6 6 60 100 3.85 15° 10,120 | @
HS4RS050-16 5.0 6 8 16 60 485 15° 5,580
HS4RS050-20 5.0 6 8 20 60 485 15° 5,580
HS4RS050-26 5.0 6 8 26 65 485 15° 5660 @
HS4RS050-30 5.0 6 8 30 70 485 15° 6,600
HS4RS050-35 5.0 6 8 35 75 4.85 15° 6,690
HS4RS050-40 5.0 6 8 40 80 4.85 15° 7850 | @
HS4RS050-50 5.0 6 8 50 920 4.85 15° 9,390
HS4RS050-60 5.0 6 8 60 100 4.85 15° 10,120
HS4RS060-15 6.0 6 9 15 60 5.85 15° 5,580
HS4RS060-20 6.0 6 9 20 60 5.85 15° 5,580
HS4RS060-30 6.0 6 9 30 70 5.85 15° 5800 @
HS4RS060-32 6.0 6 9 32 90 5.85 15° 6,150
HS4RS080-25 8.0 8 12 25 70 7.7 45° 9,040
HS4RS080-30 8.0 8 12 30 80 7.7 45° 9340 @
HS4RS080-42 8.0 8 12 42 100 77 45° 10030 | @
HS4RS100-30 10.0 10 15 30 75 9.7 45° 11,730
HS4RS100-35 10.0 10 15 35 80 9.7 45° 11,950
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NEW.
KK ) soLID CARBIDE END MILL -
for Pre-Hardened Steels |HS4RS -z

Z AlCr | 51 &
30° -base | 5 1 SN A9 TT soue

CARBIDE, 4 FLUTE LONG NECK SQUARE

BEARHIQAVITRYIRIITIVEREI W

» Due to new coating and new tool geometry, outstanding cutting P EHLWI—T 4 VIBLIUFHLLY—ILZRICELY ., Bz

ability and wear resistance. YI8IRES] & TR M % 4,
» Excellent performance when cutting pre-hardened steels, up to P £RE LA A RIAEREINBHRCGS T TOT U /\— KR40
HRC55 which are used for molds & dies. DY TN EeE 8,

» Available more various effective lengths and overall lengths than
previous standard products.

P EETEREWMRPERDOOV IRV IEA T 21TV,

e —

| L3

Bi7(mm) Unit: mm
nE TE | vrvoR| AR BTE Y BE |7-N-%E| om |EES
Mill Diameter | Shank Diameter | Length of Cut | LengthBelow Shank | Overall Length | Neck Diameter TaperAngle | Unit Price (JPY) | STOCK
EDP No.
D1 D2 L1 L3 L2

HS4RS100-45 10.0 10 15 45 100 9.7 45° 12820 @
HS4RS120-35 12.0 12 20 35 80 11.7 45° 15,850
HS4RS120-40 12.0 12 20 40 920 11.7 45° 16,460
HS4RS120-50 12.0 12 20 50 110 11.7 45° 17,720
HBRE PAPAL:IN:S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 h6

be] a88  7Un-FUE A N # JI7774% &% TIWIZOL ATULAE F4Y

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  CastIron  Aluminum Stéatlgéelsss Titanium
o | e | o | @ | e | I I [ o | [ o |
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |HSGSQ Zohies

Z AlCr A 1 B
45° -base 5 1 P— AT IT squwe

CARBIDE, 6 FLUTE SQUARE

HBEGMAIRIITIVFRIIVL (7421))

» Due to new coating and new tool geometry, outstanding cutting PHLLWIO—T o IBLUFHLWWY—ILARICKY . Bh

ability and wear resistance. YIHEES] & THEERE M & FE, @

» Excellent performance when cutting pre-hardened steels, up to P SRIE L UE A RIAEBETNBHRCGS FTOD T ) \— K40 Q
HRC55 which are used for molds & dies. DY BN TR E3E, E X

» Due to 45 helix angle, better surface roughness can be achieved at o N s . o e
side cutting. > ;51%30319 Chalcky). AEmmIics\BFE4 EIEE ‘!s‘ T\

s n_

“r_:

TR - DZI[ WI‘M
L1

‘ L2

BA{i(mm) Unit: mm

B 1z S8 HE 2F F-N—¥B | &b )
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS65Q060-15-60 6.0 6 15 60 - 4,940 [}
HS65Q060-20-70 6.0 6 20 70 - 5,360 [ )
HS65Q060-30-80 6.0 6 30 80 - 5,580 [ ]
HS65Q060-30-110 6.0 6 30 110 - 6,220
HS65Q080-20-70 8.0 8 20 70 - 8,490 )
HS65Q080-30-80 8.0 8 30 80 - 8,800 ()
HS65Q080-35-90 8.0 8 35 20 - 9,180 )
HS6SQ080-40-90 8.0 8 40 90 = 9,180 (]
HS6SQ080-40-130 8.0 8 40 130 ° 10,620
HS6SQ100-25-75 10.0 10 25 75 - 11,150 ( }
HS6SQ100-30-80 10.0 10 30 80 - 11,570 ( }
HS6SQ100-40-90 10.0 10 40 90 - 12,070 [ )
HS6SQ100-50-100 10.0 10 50 100 - 11,610 ( ]
HS6SQ100-50-150 10.0 10 50 150 - 13,930 ( ]
HS65SQ120-30-80 12.0 12 30 80 - 14,270 ( ]
HS65Q120-40-90 12.0 12 40 90 - 14,870 ( ]
HS65Q120-50-100 12.0 12 50 100 - 15,470 [ )
HS65Q120-60-110 12.0 12 60 110 - 16,060 ()
HS65Q120-60-150 12.0 12 60 150 - 18,640 ()
HS65Q160-40-100 16.0 16 40 100 - 37,540
NEXT PAGE »
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NEWS 7un—FrsimEssy kv
KK ) soLID CARBIDE END MILL o
for Pre-Hardened Steels |H565Q Senis

% AlCr 7 U
45° -base % 1 (- R LT saure

CARBIDE, 6 FLUTE SQUARE

HEGMHIRIITIVFI IV (7421))

» Due to new coating and new tool geometry, outstanding cutting P EHLWI—T 4 VIBLIUFHLLY—ILZRICELY ., Bz

ability and wear resistance. YIEIRE ] & THEEFE M % F44E,

» Excellent performance when cutting pre-hardened steels, up to P SRIE L OE A ZIAERITNBHRCGS TTH T \— K40
HRC55 which are used for molds & dies. DY BN e %348

» Due to 45 helix angle, better surface roughness can be achieved at o N _ 0 N _
side cutting. > iﬁa@h Chalcky). EmIics\W T BFEE EIEE

L S ————— ':\\\ AN
-

D RN NN

Dz]:[ w]}
.

| L2

BA{i7(mm) Unit: mm
RIE TE EPLL AR 25 F—IN—%f i EES
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

HS65Q160-50-110 16.0 16 50 110 = 39,040 ( ]
HS65Q160-60-120 16.0 16 60 120 = 40,620 ( ]
HS65Q160-90-150 16.0 16 90 150 = 45,450 o
HS65Q160-110-200 16.0 16 110 200 = 53,580 [ ]
HS65Q160-110-250 16.0 16 110 250 = 70,750
HS65Q200-45-100 20.0 20 45 100 - 53,040
HS65Q200-60-120 20.0 20 60 120 = 55,120 [ )
HS65Q200-70-130 20.0 20 70 130 = 57,400
HS65Q200-110-200 20.0 20 110 200 = 73,450 o
HS65Q200-110-250 20.0 20 110 250 = 96,930
HS65Q200-110-300 20.0 20 110 300 - 124,150
HBRE PAPAL:IN-S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 h6
] a8 TUN-FUR A BiAR #9774 B&  TWIZOL ATULAE F4Y
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum St;'géelsss Titanium
o | e | e [ e [ e | | | [ © ] | |
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ZUN—FVEREETY FIIV

NEW.
KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |MPHCR e

% E | STA VTR ROUGHNG
- = _’
a n 2 O—7F—577 A CORNERRADIS
m m base| & P259

CARBIDE, 4&5 FLUTE MULTIPLE HELIX CORNER RADIUS ROUGHING

BE4SHAA—F—FIT7 R FRE)—-FR)Z T4V 5TV R

» Unique flute design for excellent chip evacuation and vibration P MBEOFHTc L > TEHFEINERERARICK Y. EEY

reduction. MERL. BNy TR ERIE,
» Optimal roughing tooth profile to reduce cutting forces. P 2EES T4 VITARICE Y . Y BEAAMER,
» Special tool geometry for high feed rate and heavy cutting. D BRI T & S A AT A AR T,
» Strong end tooth design for plunge and pocket milling. N S AR
» Custom engineered coating to allow long tool life and excellent chip > %ﬁzﬂ@fﬂk&: V. TIVIMIBEURT Y b2V Th
tion. Bo
s b BN T—T 1 TR Y. B D OENC T
HEESIE,

iZ(mm) Unit: mm
A -7 TR AE | vy AR £ | ToN-*A uﬁ HEEmR
= Corner Radius | Mill Diameter | Shank Diameter Length of Cut | Overall Length No. of Flute Taper Angle Unit Price (JPY) STOCK
o.

MPHCR060-0.5 RO.5 6.0 6 12 57 4 = 10,340 [ ]
MPHCR080-0.5 RO.5 8.0 8 16 63 4 = 11,150 ( ]
MPHCR100-0.5 RO.5 10.0 10 20 72 4 = 16,780 [ }
MPHCR120-0.5 RO.5 12.0 12 24 83 4 = 20,700 ( }
MPHCR160-1 R1.0 16.0 16 32 92 5 = 33,930 [ ]
MPHCR200-1 R1.0 20.0 20 40 104 5 - 53,820 ( ]
HERE VvV YRRE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0 ~-0.05 hé
bl /g8 7UN-FUE AR RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite ~ Cast Iron Aluminum Stsat'g::S Titanium
o [ o | o [ o | o | [ © | O [ © |
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NEWS  7y)N—FUSREETY K3V
KKK SOLID CARBIDE END MILL ~
for Pre-Hardened Steels |MPHCR.B -z

SERIES

/ E A'C t ‘ﬁu 274 9 ROUGHING
d e
o a - 2z 4 O—F—F77 A CORNERRADIUS

CARBIDE, 4&5 FLUTE MULTIPLE HELIX CORNER RADIUS ROUGHING

B 4&5SHAT—F—5IT7AFF)—FB)S T4 T/ FI)

» Unique flute design for excellent chip evacuation and vibration P IRBEDREHMIC & > TEHFHEINIERRICKY. EEY

g reduction. . PMERL. BNz ) < SHHMERE,

>I n » Optlmal roughing tooth proﬁle to reduce cutting forces. . » EEES T4 VITARICE Y. YIEEER AME,

N s : gi)eual togltge:)hn:jetry forf h|g|’|1 feed rat: andkh;aav'?ll. cutting. P BRI T & B A AT A AR T B,

23 o110 ene Ioom desian or plnge 2nd packe! ming. P BEEEAICEY, TIYINMIBLC KTy hIUDIH

T% » Custom engineered coating to allow long tool life and excellent chip e

T evacuation. AlgE, _ L N .

& P BN O—7 ¢ VIR Y BRED D OENICTH
A FIE,

L2

BA{i7(mm) Unit: mm
AR -7 TA AR |y oE| AR BHTIER 2R HHE |TNHB EE | EER
Corner Radius | Mill Diameter | Shank Diameter | Length of Cut | Length Below Shank | Overall Length | No. of Flute Taper Angle | Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

MPHCR060-0.5B RO.5 6.0 6 9 18 57 4 = 10,200 ( ]
MPHCR080-0.5B RO.5 8.0 8 12 24 63 4 = 10,860 ( }
MPHCR100-0.5B RO.5 10.0 10 15 30 72 4 = 16,340 ( ]
MPHCR120-0.5B RO.5 12.0 12 18 36 83 4 = 19,370 [ ]
MPHCR160-1B R1.0 16.0 16 24 48 100 5 = 31,960 [ ]
MPHCR200-1B R1.0 20.0 20 30 60 110 5 = 61,100 [ ]
HBRE YV IBRRE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.05 h6

] a8 TUN-FUR A BiAR # JI7774% &% TIWIZOL ATULAE F4Y

Carbon Pre-Hardened High-Hardened .

Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum St;l;\leelsss Titanium

o | o | o | o | o | [ o | | e | [ © |
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NEW. 7y)n—F B8Ry K3

KKK SOLID CARBIDE END MILL

for Pre-Hardened Steels |MPHCR-A e

% E | STA VTR ROUGHNG
- = _’
a n 2 O—7F—577 A CORNERRADIS
m @ base| & P259

CARBIDE, 4&5 FLUTE MULTIPLE HELIX CORNER RADIUS ROUGHING

BE4&SHAA—F—FIT7 A FE)—-FR)Z 74 V5TV R

» Unique flute design for excellent chip evacuation and vibration P MBEOFHEC L > TEHFEEINH FRICE Y. EE
reduction. UHMER L. BNz 1Y < SRR RIE,

» Optimal roughing tooth profile to reduce cutting forces. P SEES T4 IRARICEY . YIYRRHT DMEH, - §

» Special tool geometry for high feed rate and heavy cutting. D SEINT & BB AE AR T B, [ <

» Strong end t.ooth design for plunge and pocketl milling. P BEAEAICLY. TSUIMTHELO Ay kI VOB E %

> Custom.englneered coating to allow long tool life and excellent chip o = %Jl_

evacuaton b B0 1 VRl E Y. B h OB T 5
HEESIE,

iZ(mm) Unit: mm
A -7 TR AE | vy AR £ | ToN-*A uﬁ EEm
=i Corner Radius | Mill Diameter | Shank Diameter Length of Cut | Overall Length No. of Flute Taper Angle Unit Price (JPY) STOCK
o.

MPHCR060-0.5A RO.5 6.0 6 9 57 4 = 9,580 ()
MPHCR080-0.5A RO.5 8.0 8 12 63 4 = 10,340 ()
MPHCR100-0.5A RO.5 10.0 10 15 72 4 = 15,540 [ )
MPHCR120-0.5A RO.5 12.0 12 18 83 4 = 18,500 [ )
MPHCR160-1A R1.0 16.0 16 24 92 5 = 30,750 [ )
MPHCR200-1A R1.0 20.0 20 30 104 5 = 48,670 [ )
HERE PAPVAIN S
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0 ~-0.05 hé
bl /g8 7UN-FUE A RRAR @ Y3774 B&%  TIWIZOL ZTVLAE FEY
Carbon Pre-Hardened High-Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron  Aluminum Stsat'g::S Titanium
o [ o | o [ o | o | [ © | O [ © |
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 2 FLUTE BALL NOSE

HE 2HMA K-V TV P2V

HS2BE :.':

. —H%SH NON-ALLOYED STEELS A
HHI AL ALLOY STEELS - S&8#M ALLOY STEELS A
WORK MATERIAL 2% CAST IRON i 2480 HEAT RESISTANT STEELS HARDENED STEELS

iSL HERE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55

= g S (STRENGTH) ~ 1100N/mm: 1110 ~ 1500N/mm: 1500 ~ 2000N/mm:

ggr.,r- FE (DIAMETER) EEg o) RUEED) THEEV) MRUE)  EREeR)  EUED) UBERW ITRYE)  EEEeW  RYeED) THEEV) 19EYF)

T R0.05 x 0.1 40000 | 550 | 13 | 0.007 | 40000 | 500 | 13 | 0006 | 33000 | 400 | 10 | 0.006

g RO.1 x 0.2 30000 720 19 0.012 30000 630 19 0.011 27000 575 17 0.011
RO.15 x 03 30000 | 900 | 28 | 0015 | 30000 | 810 | 28 | 0014 | 27000 | 720 | 25 | 0013
R0.2 x 04 30000 1140 38 0.019 30000 1020 38 0.017 27000 900 34 0.017
RO.25 x 0.5 30000 | 1440 | 47 | 0024 | 30000 | 1260 | 47 | 0021 | 27000 | 1140 | 42 | 0021
R0.3 x 0.6 30000 1740 57 0.029 30000 1500 57 0.025 27000 1320 51 0.024
RO.35 x 0.7 30000 | 2040 | 66 | 0034 | 30000 | 1740 | 66 | 0.029 | 27000 | 1560 | 59 | 0.029
R04 x 0.8 30000 2340 75 0.039 30000 1980 75 0.033 27000 1800 68 0.033
RO.45 x 0.9 30000 | 2610 | 85 | 0044 | 30000 | 2250 | 85 | 0.038 | 27000 | 2040 | 76 | 0038
RO.5 x 1.0 30000 2880 94 0.048 30000 2520 94 0.042 27000 2280 85 0.042
RO.6 x 1.2 30000 | 3060 | 113 | 0051 | 28800 | 2580 | 109 | 0045 | 25800 | 2310 | 97 | 0.045
R0.75 x 1.5 30000 3240 @ 141 0.054 28800 2700 | 136 0.047 25800 2400 | 122 0.047
R1.0 x 20 29820 | 3420 | 187 | 0057 | 28680 | 2880 | 180 | 0.050 | 24000 | 2400 | 151 | 0.050
R1.25 x 2.5 23800 3510 | 187 0.074 22900 3030 | 180 0.066 19200 2400 | 151 0.063
R15 x 3.0 19860 | 3600 | 187 | 0.091 | 19080 | 3180 | 180 | 0.083 | 16000 | 2400 | 151 | 0.075
R1.75 x 3.5 17000 3600 | 187 0.106 16400 3180 | 180 0.097 13700 2400 | 151 0.088
R20 x 4.0 14900 3600 | 187 0.121 14340 3180 | 180 0.111 12000 2400 | 151 0.100
R2.25 x 45 13030 3540 | 184 0.136 12510 3060 | 177 0.122 10500 2325 | 148 0.111
R25 x 5.0 11160 3480 | 175 0.156 10680 2940 | 168 0.138 9000 2250 | 141 0.125
R2.75 x 5.5 9750 | 3195 | 168 | 0.164 | 9360 | 2700 | 162 | 0.144 | 7800 | 2055 | 135 | 0.132
R3.0 x 6.0 8340 2910 | 157 0.174 8040 2460 | 152 0.153 6600 1860 | 124 0.141
R3.25 x 6.5 7780 | 2780 | 159 | 0.179 | 7500 | 2340 | 153 | 0.156 | 6200 | 1780 | 127 | 0.144
R35 x 7.0 7220 2650 | 159 0.184 6960 2220 | 153 0.159 5800 1700 | 128 0.147
R40 x 80 6660 | 2520 | 167 | 0189 | 6420 | 2100 | 161 | 0164 | 5400 | 1620 | 136 | 0.150
R4.25 x 8.5 6300 2420 | 168 0.192 6060 2020 | 162 0.167 5100 1560 | 136 0.153
R45 x 9.0 5940 | 2320 | 168 | 0195 | 5700 | 1940 | 161 | 0.170 | 4800 | 1500 | 136 | 0.156
R5.0 x 10.0 5580 2220 | 175 0.199 5340 1860 | 168 0.174 4500 1440 | 141 0.160
R55 x 11.0 | 4875 | 1995 | 168 | 0.205 | 4670 | 1680 | 161 | 0.180 | 3930 | 1290 | 136 | 0.164
R6.0 x 12.0 4170 1770 | 157 0.212 4000 1500 | 151 0.188 3360 1140 | 127 0.170
R6.5 x 13.0 | 3960 | 1725 | 162 | 0218 | 3800 | 1500 | 155 | 0.197 | 3200 | 1110 | 131 | 0173
R7.0 x 14.0 3750 1680 | 165 0.224 3600 1500 | 158 0.208 3030 1080 | 133 0.178
R7.5 x 150 | 3550 | 1635 | 167 | 0230 | 3400 | 1500 | 160 | 0221 | 2870 | 1050 | 135 | 0.183
R80 x 16.0 3340 1590 | 168 0.238 3210 1320 | 161 0.206 2700 1020 | 136 0.189
R9.0 x 18.0 | 3005 | 1500 | 170 | 0250 | 2895 | 1245 | 164 | 0215 | 2430 | 960 | 137 | 0.198
R10.0 x 20.0 2670 1410 | 168 0.264 2580 1170 | 162 0.227 2160 900 136 0.208
R125 x 250 | 2130 | 1150 | 167 | 0270 | 2060 | 950 | 162 | 0231 | 1730 | 730 | 136 | 0211

0.05D |

7

0.08D

RPM = rev./min.
FEED = mm/min.
Ve =m/min.
fz=mm/t
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NEW.

KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 4 FLUTE BALL NOSE

BEAMFHI R—IVLTVFIIL

HS4BE s

&3R80 CARBON STEELS ZUN—FVR EAR
WORK MATERIAL A€M ALLOY STEELS PRE-HARDENED STEELS HARDENED STEELS

FE[E(HARDNESS) ~ HRC35 HRC35 ~ HRC45 HRC45 ~ HRC55 @
B4PE(STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm? E, z
FI4Z (DIAMETER) B8 RPM) #Y (FEED) EISEE (RPM) #Y (FEED) EI#58 (RPM) #Y (FEED) ﬁ %
g
1.0 48000 3300 35000 2350 32000 2200 % L
1.5 38400 4100 28000 2900 25600 2700 1::‘
2.0 31680 4600 23100 3300 21000 3100
3.0 24000 5430 17500 3880 16000 3650
4.0 20130 5430 14880 3880 14220 3650
5.0 16780 5430 12400 3690 11670 3470
6.0 15200 6220 12200 4500 11100 3830
8.0 11300 5250 9200 3980 8320 3350
10.0 9100 4590 7350 3450 6660 2870
12.0 7590 4260 6130 3190 5530 2400
16.0 5690 3940 4600 2950 4150 2220
20.0 4550 3900 3680 2920 3320 2190
0.02D T
/
0.05D
RPM = rev./min.
FEED = mm/min.
Ve =m/min.
fz=mm/t
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 2 FLUTE BALL NOSE

RBEE 2MFI R—ILTVFE IV
HS2RB :’.F

. —H%SH NON-ALLOYED STEELS 5.
HH AL ALLOY STEELS - S&8MALLOY STEELS 1HEASH
WORK MATERIAL 2% CAST IRON i 2488 HEAT RESISTANT STEELS HARDENED STEELS
& (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
FHRE(STRENGTH) ~1100N/mm:? 1100 ~ 1500N/mm: 1500 ~ 2000N/mm?

FEoA) ETRBS) EEEH RPM) %Y FED) IR\ 17%Y(F) Apmm) [EEZERPM) %Y FEED) YHIEE (o 17Y () Ap(mm) [EIEEE RPV) 32Y FEED) YRIEE (o) 17#Y(F) Ap(mm)

0.1 0.2 50000 | 240 16 |0.002 | 0.009 | 50000 | 215 16 | 0.002 | 0.007 | 50000 | 190 16 | 0.002 | 0.005
0.1 0.3 50000 | 240 16 |0.002 | 0.009 | 50000 | 215 16 | 0.002 | 0.007 | 50000 | 190 16 | 0.002 | 0.005
0.1 0.5 50000 | 240 16 | 0.002 | 0.006 | 50000 | 215 16 | 0.002 | 0.005 | 50000 | 190 16 | 0.002 | 0.004
0.1 1 45000 | 195 14 | 0.002 | 0.002 | 45000 | 175 14 | 0.002 | 0.002 | 45000 | 155 14 | 0.002 | 0.001
0.2 0.5 50000 | 335 31 |0.003|0.018 | 50000 | 310 31 |0.003 | 0.014 | 43200 | 260 27 |0.003 | 0.010
0.2 1 50000 | 335 31 |0.003 | 0.013 | 50000 | 310 31 | 0.003 | 0.010 | 43200 | 260 27 | 0.003 | 0.007
0.2 1.5 | 45000 | 270 28 | 0.003 | 0.007 | 45000 | 250 28 | 0.003 | 0.006 | 38880 | 210 24 | 0.003 | 0.004
0.2 2 45000 | 270 28 | 0.003 | 0.005| 45000 | 250 28 | 0.003 | 0.004 | 38880 | 210 24 | 0.003 | 0.003
0.2 3 45000 | 270 28 |0.003 | 0.003 | 45000 | 250 28 | 0.003 | 0.003 | 38880 | 210 24 | 0.003 | 0.002
0.3 1 50000 | 475 47 |0.005| 0.019 | 50000 | 430 47 | 0.004 | 0.015| 42800 | 365 40 | 0.004 | 0.011
0.3 1.5 50000 | 475 47 |0.005| 0.019 | 50000 | 430 47 |0.004 | 0.015 | 42800 | 365 40 | 0.004 | 0.011
0.3 2 45000 | 385 42 |0.004 0.011 | 45000 | 350 42 | 0.004 | 0.008 | 38520 | 295 36 | 0.004 | 0.006
0.3 2.5 | 45000 | 385 42 | 0.004 | 0.007 | 45000 | 350 42 | 0.004 | 0.005| 38520 | 295 36 | 0.004 | 0.004

NI
<
Tm
=S
=3
T
Iz
&

0.3 3 45000 | 385 42 | 0.004 | 0.007 | 45000 | 350 42 | 0.004 | 0.005| 38520 | 295 36 | 0.004  0.004
0.3 4 40000 | 305 38 | 0.004 | 0.004 40000 | 275 38 | 0.003 | 0.003 | 34240 | 235 32 | 0.003 | 0.002
0.3 5 30000 | 200 28 | 0.003 | 0.003 | 30000 | 180 28 | 0.003 | 0.002 | 25680 | 155 24 | 0.003 | 0.002
0.4 1 41000 | 490 52 | 0.006 | 0.036 | 38800 | 425 49 | 0.005| 0.028 | 34200 | 340 43 | 0.005| 0.020
0.4 1.5 | 41000 | 490 52 | 0.006| 0.025| 38800 | 425 49 | 0.005 | 0.020 | 34200 | 340 43 | 0.005| 0.014
0.4 2 41000 | 490 52 | 0.006| 0.025| 38800 | 425 0.005 | 0.020 | 34200 | 340 43 | 0.005| 0.014

0.4 2.5 36900 | 395 46 | 0.005| 0.014 | 34920 | 345
0.4 3 36900 | 395 46 | 0.005 | 0.014 | 34920 | 345 0.005 | 0.011 | 30780 | 275 39 | 0.004 | 0.008
0.4 4 36900 | 395 46 | 0.005 | 0.009 | 34920 | 345 0.005 | 0.007 | 30780 | 275 39 | 0.004 | 0.005
0.4 5 32800 | 315 41 | 0.005| 0.009 | 31040 | 270 0.004 | 0.007 | 27360 | 220 34 |0.004 | 0.005
6
8

0.005 | 0.011| 30780 | 275 39 | 0.004 | 0.008

CRRR S

0.4 32800 | 315 41 | 0.005| 0.005| 31040 | 270 39 |0.004 | 0.004 | 27360 | 220 34 |0.004 | 0.003
0.4 24600 | 205 31 |0.004 | 0.004 | 23280 | 180 29 | 0.004 | 0.003 | 20520 | 145 26 | 0.004 | 0.002
0.4 10 12300 | 90 15 |0.004  0.004 11640 | 75 15 |0.003 | 0.003 | 10260 | 60 13 | 0.003 | 0.002
0.5 1 34200 | 685 54 | 0.010| 0.045 | 32300 | 580 51 | 0.009 | 0.035| 28500 | 515 45 | 0.009 | 0.025
0.5 1.5 34200 | 685 54 |0.010 | 0.045 32300 | 580 51 |0.009 | 0.035| 28500 | 515 45 | 0.009 | 0.025
0.5 2 34200 | 685 54 |0.010 | 0.032 | 32300 | 580 51 |0.009 | 0.025 | 28500 | 515 45 | 0.009 | 0.018
0.5 2.5 34200 | 685 54 |0.010| 0.032 | 32300 | 580 51 | 0.009 | 0.025 | 28500 | 515 45 | 0.009  0.018
0.5 3 30780 | 555 48 | 0.009 | 0.018 | 29070 | 470 46 | 0.008 | 0.014 | 25650 | 415 40 | 0.008 | 0.010
0.5 4 30780 | 555 48 | 0.009 | 0.018 | 29070 | 470 46 | 0.008 | 0.014 | 25650 | 415 40 | 0.008 | 0.010
0.5 5 30780 | 555 48 | 0.009 | 0.011 | 29070 | 470 46 | 0.008 | 0.009 | 25650 | 415 40 | 0.008 | 0.006
0.5 6 27360 | 440 43 |0.008| 0.011| 25840 | 370 41 | 0.007 | 0.009 | 22800 | 330 36 | 0.007 | 0.006
0.5 8 20520 | 290 32 | 0.007 | 0.007 | 19380 | 245 30 | 0.006| 0.005| 17100 | 215 27 | 0.006 | 0.004
0.5 10 20520 | 290 32 | 0.007 | 0.005| 19380 | 245 30 | 0.006| 0.004 | 17100 | 215 27 | 0.006 | 0.003
0.5 12 10260 | 125 16 | 0.006 | 0.005| 9690 105 15 | 0.005 | 0.004 | 8550 95 13 | 0.006 | 0.003
0.5 14 10260 | 125 16 | 0.006 | 0.005 9690 105 15 | 0.005 | 0.004 | 8550 95 13 | 0.006 | 0.003
0.5 16 3420 35 5 0.005 | 0.005| 3230 30 5 0.005 | 0.004 | 2850 25 4 0.004 | 0.003
0.6 1 34200 | 1025| 64 | 0.015]| 0.038| 32300 | 840 61 | 0.013| 0.029 | 28500 | 685 54 | 0.012| 0.021

0.6 2 34200 | 1025| 64 | 0.015]| 0.038| 32300 | 840 61 | 0.013| 0.029 | 28500 | 685 54 | 0.012| 0.021
0.6 3 34200 | 1025| 64 | 0.015]| 0.038| 32300 | 840 61 | 0.013| 0.029 | 28500 | 685 54 | 0.012| 0.021
0.6 4 30780 | 830 58 | 0.013| 0.022| 29070 | 680 55 | 0.012] 0.017| 25650 | 555 48 | 0.011] 0.012
0.6 5 30780 | 830 58 |0.013|0.014 | 29070 | 680 55 |0.012]0.011 | 25650 | 555 48 | 0.011 | 0.008
0.6 6 30780 | 830 58 |0.013 | 0.014 | 29070 | 680 55 ]0.012 | 0.011 | 25650 | 555 48 | 0.011 | 0.008

0.6 8 27360 | 655 52 |0.012 | 0.008 | 25840 | 540 49 |0.010 | 0.006 | 22800 | 440 43 | 0.010 | 0.005
0.6 10 20520 | 430 39 |0.010|0.005| 19380 | 355 37 |0.009 | 0.004 | 17100 | 290 32 | 0.008 | 0.003
0.6 12 20520 | 430 39 |0.010 | 0.005| 19380 | 355 37 |0.009 | 0.004 | 17100 | 290 32 | 0.008 | 0.003
0.6 14 10260 | 185 19 | 0.009 | 0.005| 9690 | 150 18 | 0.008 | 0.004 | 8550 125 16 | 0.007 | 0.003
0.6 16 10260 | 185 19 | 0.009  0.005| 9690 150 18 | 0.008 | 0.004 | 8550 125 16 | 0.007 | 0.003
0.7 2 34200 | 1130 75 |0.017 | 0.063 | 32300 | 930 71 | 0.014 | 0.049 | 28500 | 765 63 | 0.013 | 0.035
0.7 4 30780 | 915 68 | 0.015|0.025| 29070 | 755 64 | 0.013|0.020 | 25650 | 620 56 | 0.012 0.014
0.7 6 30780 | 915 68 | 0.015|0.016 | 29070 | 755 64 |0.013]0.012 | 25650 | 620 56 | 0.012 0.009
0.7 8 27360 | 725 60 |0.013| 0.016 25840 | 595 57 10.012|0.012 | 22800 | 490 50 | 0.011 | 0.009
0.7 10 27360 | 725 60 | 0.013| 0.009 | 25840 | 595 57 |0.012 | 0.007 | 22800 | 490 50 | 0.011 | 0.005
0.7 12 20520 | 475 45 | 0.012 ] 0.006 | 19380 | 390 43 | 0.010 0.005| 17100 | 320 38 | 0.009 | 0.004
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 2 FLUTE BALL NOSE

BE2MIR—IVIVEREIIL
HS2RB %

HWHI _WQ%NA‘E'[BC&YSET%EEELS A& ALLOY STEELS SN

WORK MATERIAL = 2% CAST IRON fi##ASH HEAT RESISTANT STEELS HARDENED STEELS n
BEE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55 @
3R (STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm? E f,
FEOA) ETRLBS) EEEE(RPV) %Y FED) HHREE (G 17%Y(F) Apmm) Bl RPM) %Y FEED) HHBRE (o 178Y(F) Ap(mm) [z RPM) %Y FEED) YIRIEE (o 17EY () Ap(mm) ﬁ;ﬁ{
0.8 34200 | 1230 86 |0.018|0.072 | 32300 | 1035 | 81 |0.016|0.056 | 28500 | 855 | 72 |0.015 | 0.040 = 1—
0.8 34200 | 1230 | 86 | 0.018 | 0.050 | 32300 | 1035 | 81 |0.016 | 0.039 | 28500 | 855 | 72 | 0.015|0.028 TS\

0.8 34200 | 1230 86 | 0.018 | 0.050 | 32300 | 1035 | 81 0.016 | 0.039 | 28500 | 855 72 | 0.015 | 0.028

0.8 30780 | 995 77 |0.016 | 0.029 | 29070 | 840 73 |0.014 | 0.022 | 25650 | 695 64 |0.014 | 0.016
0.8 30780 | 995 77 |0.016 | 0.018 | 29070 | 840 73 10.014 | 0.014 | 25650 | 695 64 | 0.014 | 0.010
0.8 10 27360 | 785 69 | 0.014 | 0.018 | 25840 | 660 65 |0.013 | 0.014 | 22800 | 545 57 |0.012 ] 0.010
0.8 12 27360 | 785 69 |0.014|0.011 | 25840 | 660 65 |0.013|0.008 | 22800 | 545 57 |0.012 | 0.006
0.8 14 20520 | 515 52 |0.013|0.007 | 19380 | 435 49 | 0.011]0.006| 17100 | 360 43 |0.011 | 0.004
0.8 16 20520 | 515 52 |0.013|0.007 | 19380 | 435 49 |0.011|0.006| 17100 | 360 43 | 0.011 | 0.004

2
3
4
0.8 5 30780 | 995 77 |0.016 | 0.029 | 29070 | 840 73 |0.014 | 0.022 | 25650 | 695 64 | 0.014  0.016
6
8

0.8 20 10260 | 220 26 | 0.011 ] 0.007 | 9690 185 24 | 0.010| 0.006 | 8550 155 21 | 0.009 | 0.004
0.9 4 29250 | 1120 83 | 0.019| 0.032 | 27630 | 935 78 |0.017 | 0.025 | 24390 | 775 69 | 0.016 0.018
0.9 6 29250 | 1120| 83 | 0.019] 0.032| 27630 | 935 78 |0.017 | 0.025| 24390 | 775 69 | 0.016| 0.018
0.9 8 29250 | 1120 83 | 0.019] 0.020 | 27630 | 935 78 | 0.017]0.016| 24390 | 775 69 |0.016 | 0.011
0.9 10 26000 | 885 74 | 0.017 | 0.020 | 24560 | 740 69 |0.015/ 0.016 | 21680 | 610 61 | 0.014 | 0.011
1.0 2 30800 | 1540 | 97 | 0.025| 0.090 | 29100 | 1310 91 | 0.023| 0.070| 25700 | 1075 | 81 | 0.021 | 0.050
1.0 3 30800 | 1540 | 97 | 0.025| 0.090 | 29100 | 1310| 91 | 0.023| 0.070 | 25700 | 1075 | 81 | 0.021 | 0.050
1.0 4 30800 | 1540 | 97 | 0.025| 0.063 | 29100 | 1310 91 | 0.023| 0.049| 25700 | 1075| 81 | 0.021 | 0.035
1.0 5 30800 | 1540 | 97 | 0.025| 0.063 | 29100 | 1310 91 | 0.023| 0.049| 25700 | 1075| 81 | 0.021 | 0.035
1.0 6 27720 | 1245| 87 | 0.022| 0.036| 26190 | 1060 82 | 0.020| 0.028 | 23130 | 870 73 10.019 | 0.020
1.0 7 27720 | 1245 | 87 |0.022 | 0.036 | 26190 | 1060 | 82 | 0.020 | 0.028 | 23130 | 870 73 ]0.019 | 0.020
1.0 8 27720 | 1245 | 87 | 0.022 | 0.036 | 26190 | 1060 | 82 | 0.020 | 0.028 | 23130 | 870 73 ]0.019 | 0.020
1.0 10 27720 | 1245 | 87 |0.022 | 0.023 | 26190 | 1060 | 82 |0.020|0.018 | 23130 | 870 73 10.019|0.013
1.0 12 24640 | 985 77 10.020 | 0.023 | 23280 | 840 73 |0.018 | 0.018 | 20560 | 690 65 |0.017|0.013
1.0 14 24640 | 985 77 |0.020 | 0.014 | 23280 | 840 73 10.018 | 0.011 | 20560 | 690 65 |0.017 | 0.008
1.0 16 18480 | 645 58 |0.017 | 0.014 | 17460 | 550 55 |0.016 | 0.011 | 15420 | 450 48 | 0.015 | 0.008
1.0 18 18480 | 645 58 | 0.017 | 0.009 | 17460 | 550 55 |0.016 | 0.007 | 15420 | 450 48 | 0.015 | 0.005
1.0 20 18480 | 645 58 |0.017|0.009 | 17460 | 550 55 |0.016 | 0.007 | 15420 | 450 48 | 0.015 | 0.005
1.0 22 9240 | 275 29 |0.015|0.009| 8730 | 235 27 |0.013/0.007 | 7710 195 24 |0.013 | 0.005
1.0 26 9240 | 275 29 | 0.015]0.009 | 8730 | 235 27 |0.013 | 0.007 | 7710 195 24 | 0.013 | 0.005
1.0 30 9240 | 275 29 | 0.015]0.009 | 8730 | 235 27 |0.013 | 0.007 | 7710 195 24 | 0.013 | 0.005
1.0 40 3080 75 10 | 0.012 0.009 | 2910 65 9 0.011 | 0.007 | 2570 55 8 0.011 | 0.005
1.0 50 3080 75 10 | 0.012|0.006 | 2910 65 9 0.011] 0.005| 2570 55 8 0.011 | 0.003
1.2 4 26300 | 1375 99 | 0.026| 0.076 | 24800 | 1150 | 93 | 0.023 | 0.059 21900 | 950 83 |0.022 | 0.042
1.2 6 26300 | 1375| 99 | 0.026 | 0.076 | 24800 | 1150 | 93 | 0.023 | 0.059| 21900 | 950 83 | 0.022 | 0.042
1.2 8 23670 | 1115| 89 | 0.024 | 0.043 | 22320 | 930 84 | 0.021| 0.034| 19710 | 770 74 | 0.020 | 0.024
1.2 10 23670 | 1115| 89 | 0.024 | 0.027 | 22320 | 930 84 | 0.021| 0.021| 19710 | 770 74 | 0.020| 0.015
1.2 12 23670 | 1115| 89 | 0.024 | 0.027 | 22320 | 930 84 |0.021 0021 19710 | 770 74 | 0.020| 0.015
1.2 16 21040 | 880 79 | 0.021] 0.016| 19840 | 735 75 |0.019] 0.013| 17520 | 610 66 | 0.017 | 0.009
1.2 20 15780 | 580 59 | 0.018| 0.011| 14880 | 485 56 | 0.016| 0.008 | 13140 | 400 50 | 0.015| 0.006
1.2 26 7890 | 245 30 | 0.016| 0.011| 7440 | 205 28 | 0.014| 0.008 | 6570 170 25 | 0.013 | 0.006
1.4 6 21500 | 1295| 95 | 0.030| 0.088 | 20300 | 1100, 89 | 0.027| 0.069 | 18000 | 935 79 | 0.026 | 0.049
1.4 8 19350 | 1050 | 85 | 0.027 | 0.050| 18270 | 890 80 | 0.024| 0.039| 16200 | 755 71 | 0.023| 0.028
14 10 19350 | 1050 | 85 | 0.027 | 0.050 | 18270 | 890 80 | 0.024|0.039 | 16200 | 755 71 10.023 | 0.028

14 16 17200 | 830 76 | 0.024 | 0.032 | 16240 | 705 71 ]0.022 | 0.025 | 14400 | 600 63 |0.021 | 0.018
1.5 4 23900 | 1580 | 113 | 0.033 | 0.135| 22600 | 1355 | 106 |0.030  0.105| 20000 | 1075 | 94 | 0.027 | 0.075
1.5 5 23900 | 1580 | 113 | 0.033 | 0.095 | 22600 | 1355| 106 | 0.030 | 0.074 | 20000 | 1075 | 94 | 0.027 | 0.053
1.5 6 23900 | 1580 | 113 | 0.033 | 0.095 | 22600 | 1355| 106 | 0.030 | 0.074 | 20000 | 1075 | 94 | 0.027 | 0.053
1.5 7 23900 | 1580 | 113 | 0.033 | 0.095 | 22600 | 1355| 106 | 0.030 | 0.074 | 20000 | 1075 | 94 | 0.027 | 0.053
1.5 8 21510 | 1280 | 101 | 0.030 | 0.054 | 20340 | 1100 | 96 | 0.027 | 0.042 | 18000 | 870 85 |0.024 | 0.030
1.5 10 21510 | 1280 | 101 | 0.030 | 0.054 | 20340 | 1100 | 96 | 0.027 | 0.042 | 18000 | 870 85 | 0.024 | 0.030
1.5 12 21510 | 1280 | 101 | 0.030 | 0.054 | 20340 | 1100 | 96 | 0.027 | 0.042 | 18000 | 870 85 |0.024 | 0.030
1.5 14 21510 | 1280 | 101 | 0.030| 0.034 | 20340 | 1100 | 96 | 0.027 | 0.026 18000 | 870 85 |0.024 | 0.019
1.5 16 19120 | 1010 90 | 0.026 | 0.034 | 18080 | 865 85 |0.024| 0.026 | 16000 | 690 75 ]0.022 | 0.019
1.5 18 19120 | 1010 90 | 0.026 | 0.034 | 18080 | 865 85 | 0.024 | 0.026 | 16000 | 690 75 |0.022 | 0.019
1.5 20 19120 | 1010 90 | 0.026 | 0.02 | 18080 | 865 85 |0.024 | 0.016 | 16000 | 690 75 10.022 | 0.011
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 2 FLUTE BALL NOSE

RBEE 2MFI R—ILTVFE IV
HS2RB :’.F

. —H%SH NON-ALLOYED STEELS N
HH AL ALLOY STEELS - S&MALLOY STEELS 1EAH
WORK MATERIAL 2% CAST IRON it 2488 HEAT RESISTANT STEELS HARDENED STEELS
& (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
FHRE(STRENGTH) ~1100N/mm:? 1100 ~ 1500N/mm: 1500 ~ 2000N/mm?

FiEn) ETRLBS) EEK ReM) =Y FeeD) YHEEE (o) 172Y(F) Apmm) EER RPM) %Y (EED) YHEEE (0 172Y(F) Ap(mm) B RM) 2% FEeD) YHEER (o) 1732Y(F) Ap(mm)

1.5 22 19120 | 1010 | 90 |0.026 | 0.02 | 18080 | 865 85 |0.024 | 0.016 | 16000 | 690 75 10.022 | 0.011

1.5 26 14340 | 665 68 |0.023|0.014 | 13560 | 570 64 |0.021 | 0.011 | 12000 | 450 57 | 0.019 | 0.008
1.5 30 14340 | 665 68 |0.023|0.014| 13560 | 570 64 |0.021]0.011 | 12000 | 450 57 |0.019 | 0.008
1.5 35 7170 | 285 34 |0.020 | 0.010| 6780 | 245 32 |/0.018 | 0.008 | 6000 195 28 |0.016 | 0.005
1.5 40 7170 | 285 34 |0.020 | 0.010| 6780 | 245 32 |0.018 | 0.008 | 6000 195 28 |0.016 | 0.005
1.6 4 22200 | 1555 112 | 0.035| 0.101 | 21000 | 1300 | 106 | 0.031 | 0.078 | 18500 | 1110 | 93 | 0.030 | 0.056
1.6 6 22200 | 1555 112 | 0.035| 0.101 | 21000 | 1300 | 106 | 0.031 | 0.078 | 18500 | 1110 | 93 | 0.030 | 0.056
1.6 8 22200 | 1555 | 112 | 0.035| 0.101 | 21000 | 1300 | 106 | 0.031|0.078 | 18500 | 1110 | 93 | 0.030 | 0.056
1.6 10 19980 | 1260 | 100 | 0.032 | 0.058 | 18900 | 1055| 95 | 0.028 | 0.045| 16650 | 900 84 | 0.027 | 0.032
1.6 12 19980 | 1260 | 100 | 0.032 | 0.058 18900 | 1055| 95 | 0.028 | 0.045| 16650 | 900 84 | 0.027 | 0.032
1.6 16 19980 | 1260 | 100 | 0.032 | 0.036 | 18900 | 1055| 95 | 0.028 | 0.028 | 16650 | 900 84 | 0.027 | 0.020
1.6 20 17760 | 995 89 | 0.028 | 0.036| 16800 | 830 84 | 0.025 0.028 | 14800 | 710 74 | 0.024 | 0.020
1.8 4 22200 | 1780 | 126 | 0.040| 0.113 | 21000 | 1470 | 119 | 0.035| 0.088 | 18500 | 1225| 105 | 0.033 | 0.063
1.8 6 22200 | 1780 | 126 | 0.040| 0.113 | 21000 | 1470 119 | 0.035 | 0.088 18500 | 1225| 105 | 0.033 | 0.063
1.8 8 22200 | 1780 | 126 | 0.040| 0.113 | 21000 | 1470 | 119 | 0.035| 0.088 | 18500 | 1225| 105 | 0.033 | 0.063
1.8 10 19980 | 1440 113 | 0.036| 0.065| 18900 | 1190 | 107 | 0.031 0.050 | 16650 | 990 94 | 0.030| 0.036
1.8 12 19980 | 1440 | 113 | 0.036| 0.065| 18900 | 1190 | 107 | 0.031 | 0.050 | 16650 | 990 94 | 0.030| 0.036
1.8 16 19980 | 1440 | 113 | 0.036| 0.041| 18900 | 1190 | 107 | 0.031| 0.032 | 16650 | 990 94 | 0.030| 0.023
1.8 20 17760 | 1140 | 100 | 0.032| 0.041| 16800 | 940 95 | 0.028 0.032| 14800 | 785 84 | 0.027| 0.023
2.0 6 18000 | 1795| 113 | 0.050| 0.180| 17000 | 1525 107 | 0.045  0.140 15000 | 1285 | 94 | 0.043 | 0.100
2.0 8 18000 | 1795 | 113 | 0.050 | 0.126 | 17000 | 1525 | 107 | 0.045 | 0.098 | 15000 | 1285 | 94 | 0.043 | 0.070
2.0 10 18000 | 1795 | 113 | 0.050 | 0.126 | 17000 | 1525 | 107 | 0.045 | 0.098 | 15000 | 1285 | 94 | 0.043 | 0.070
2.0 12 16200 | 1455 | 102 | 0.045|0.072 | 15300 | 1235| 96 | 0.040  0.056 13500 | 1040 | 85 | 0.039 | 0.040
2.0 14 16200 | 1455 | 102 | 0.045|0.072 | 15300 | 1235 96 | 0.040 0.056 13500 | 1040 | 85 | 0.039 | 0.040
2.0 16 16200 | 1455 | 102 | 0.045| 0.072 | 15300 | 1235| 96 | 0.040 | 0.056 | 13500 | 1040 | 85 | 0.039 | 0.040
2.0 18 16200 | 1455 | 102 | 0.045| 0.045| 15300 | 1235| 96 | 0.040 | 0.035| 13500 | 1040 | 85 | 0.039 | 0.025
2.0 20 16200 | 1455 | 102 | 0.045| 0.045| 15300 | 1235| 96 | 0.040 | 0.035 | 13500 | 1040 | 85 | 0.039 | 0.025
2.0 22 14400 | 1150 | 90 | 0.040 | 0.045 13600 | 975 85 |0.036 | 0.035| 12000 | 820 75 | 0.034 | 0.025
2.0 26 14400 | 1150 | 90 | 0.040 | 0.045 | 13600 | 975 85 | 0.036 | 0.035| 12000 | 820 75 | 0.034 | 0.025
2.0 30 14400 | 1150 | 90 | 0.040 | 0.027 | 13600 | 975 85 | 0.036 | 0.021 | 12000 | 820 75 | 0.034| 0.015
2.0 35 10800 | 755 68 | 0.035| 0.018 | 10200 | 640 64 | 0.0310.014| 9000 | 540 57 | 0.030| 0.010
2.0 40 10800 | 755 68 | 0.035| 0.018 | 10200 | 640 64 | 0.031 0.014| 9000 | 540 57 | 0.030| 0.010
2.0 45 5400 | 325 34 |0.030 0.018| 5100 | 275 32 | 0.027 | 0.014 | 4500 | 230 28 | 0.026 | 0.010
2.0 50 5400 | 325 34 | 0.030| 0018 5100 | 275 32 | 0.027 | 0014 4500 | 230 28 | 0.026 | 0.010
2.0 60 5400 | 325 34 |0.030| 0.018| 5100 | 275 32 | 0.027| 0.014| 4500 | 230 28 | 0.026 | 0.010
2.5 8 15800 | 1925 | 124 | 0.061 | 0.158 | 14900 | 1605 | 117 | 0.054  0.123 | 13200 | 1305| 104 | 0.049 | 0.088
2.5 10 15800 | 1925 | 124 | 0.061 | 0.158 | 14900 | 1605 | 117 | 0.054 | 0.123 | 13200 | 1305| 104 | 0.049 | 0.088
2.5 12 15800 | 1925 124 | 0.061| 0.158 | 14900 | 1605 | 117 | 0.054 | 0.123 | 13200 | 1305 104 | 0.049 | 0.088
2.5 16 14220 | 1560 | 112 | 0.055| 0.090 | 13410 | 1300 105 | 0.048 0.070 | 11880 | 1055| 93 | 0.044 | 0.050
2.5 20 14220 | 1560 | 112 | 0.055| 0.090 | 13410 | 1300| 105 | 0.048 | 0.070| 11880 | 1055| 93 | 0.044 | 0.050
2.5 22 14220 | 1560 | 112 | 0.055| 0.056| 13410 | 1300 | 105 | 0.048 | 0.044 | 11880 | 1055| 93 | 0.044 0.031
2.5 26 12640 | 1230 99 | 0.049| 0.056| 11920 | 1025| 94 | 0.043 | 0.044 | 10560 | 835 83 | 0.040| 0.031
25 30 12640 | 1230 99 | 0.049| 0.056| 11920 | 1025 94 | 0.043 | 0.044 | 10560 | 835 83 | 0.040| 0.031

2.5 35 12640 | 1230| 99 |0.049 | 0.034 | 11920 | 1025 94 |0.043  0.026 10560 | 835 83 |0.040 | 0.019
2.5 40 9480 | 810 74 10.043 | 0.034 | 8940 | 675 70 |0.038|0.026 | 7920 | 550 62 |0.035|0.019
2.5 45 9480 | 810 74 10.043 | 0.023 | 8940 | 675 70 |0.038 | 0018 | 7920 | 550 62 | 0.035|0.013
2.5 50 9480 | 810 74 10.043|0.023 | 8940 | 675 70 |0.038|0.018 | 7920 | 550 62 |0.035]|0.013
3.0 6 13700 | 2050 | 129 | 0.075 | 0.270 | 12900 | 1730 | 122 | 0.067 | 0.210 | 11400 | 1435 | 107 | 0.063 | 0.150
3.0 8 13700 | 2050 | 129 | 0.075| 0.270 | 12900 | 1730 | 122 | 0.067 | 0.210 | 11400 | 1435 | 107 | 0.063 | 0.150
3.0 10 13700 | 2050 | 129 | 0.075| 0.189 | 12900 | 1730 | 122 | 0.067 | 0.147 | 11400 | 1435 | 107 | 0.063 | 0.105
3.0 12 13700 | 2050 | 129 | 0.075| 0.189| 12900 | 1730 | 122 | 0.067 | 0.147 | 11400 | 1435 | 107 | 0.063 | 0.105
3.0 14 13700 | 2050 | 129 | 0.075| 0.189 | 12900 | 1730 | 122 | 0.067 | 0.147 | 11400 | 1435 | 107 | 0.063 | 0.105
3.0 16 12330 | 1660 | 116 | 0.067 | 0.108 | 11610 | 1400 | 109 | 0.060 | 0.084 | 10260 | 1160 | 97 | 0.057 | 0.060
3.0 18 12330 | 1660 | 116 | 0.067 | 0.108 | 11610 | 1400 | 109 | 0.060 | 0.084 | 10260 | 1160 | 97 | 0.057 | 0.060
3.0 20 12330 | 1660 | 116 | 0.067 | 0.108 | 11610 | 1400 | 109 | 0.060 | 0.084 | 10260 | 1160 | 97 | 0.057 | 0.060
3.0 22 12330 | 1660 | 116 | 0.067 | 0.108 | 11610 | 1400 | 109 | 0.060 | 0.084 | 10260 | 1160 | 97 | 0.057 | 0.060
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KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 2 FLUTE BALL NOSE

B 2HA R—IVLTFEIL

HS2RB %

—f&%$8 NON-ALLOYED STEELS A
HHI A& ALLOY STEELS &€& ALLOY STEELS AR
WORK MATERIAL 8% CAST IRON i 2480 HEAT RESISTANT STEELS HARDENED STEELS
FEFE (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
4 (STRENGTH) ~ 1100N/mmny? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?
FEon) ETRLBS) EHEE RPV) %Y FEED) HHGEE (g 17U (F) Apmm) EEEE RPM) &Y (FEED) SRR Ve 17EY(F) Ap(mm) [EEEE RPV) %Y FEED) YROEE (o) 1Y () Ap(mm)

3.0 26 12330 | 1660 | 116 | 0.067 | 0.068 | 11610 | 1400 | 109 | 0.060 | 0.053 | 10260 | 1160 | 97 | 0.057 | 0.038
3.0 30 12330 | 1660 | 116 | 0.067 | 0.068 | 11610 | 1400 | 109 | 0.060 | 0.053 | 10260 | 1160 | 97 | 0.057 | 0.038
3.0 35 10960 | 1310 | 103 | 0.060 | 0.068 | 10320 | 1105 | 97 |0.054|0.053| 9120 | 920 86 | 0.050 | 0.038
3.0 40 10960 | 1310 | 103 | 0.060 | 0.041 | 10320 | 1105 | 97 |0.054|0.032| 9120 | 920 86 | 0.050 | 0.023
3.0 45 10960 | 1310 | 103 | 0.060 | 0.041 | 10320 | 1105 | 97 |0.054|0.032| 9120 | 920 86 | 0.050 | 0.023
3.0 50 8220 | 860 77 |0.0520.027 | 7740 | 725 73 10.047 | 0.021 | 6840 | 605 64 | 0.044 | 0.015
3.0 60 8220 | 860 77 |0.0520.027 | 7740 | 725 73 |0.047 | 0.021 | 6840 | 605 64 | 0.044 | 0.015
4.0 8 9800 | 1965 | 123 | 0.100 | 0.360 | 9300 | 1670 117 | 0.090| 0.280| 8200 | 1395| 103 | 0.085 | 0.200
4.0 10 9800 | 1965 | 123 | 0.100 | 0.360 | 9300 | 1670 | 117 | 0.090| 0.280| 8200 | 1395| 103 | 0.085 | 0.200
4.0 12 9800 | 1965 123 | 0.100  0.360 | 9300 | 1670 | 117 | 0.090 | 0.280 | 8200 | 1395 103 | 0.085 0.200
4.0 14 9800 | 1965 123 | 0.100| 0.252| 9300 | 1670 | 117 | 0.090 | 0.196 | 8200 | 1395| 103 | 0.085 | 0.140
4.0 16 9800 | 1965 123 | 0.100| 0.252| 9300 | 1670 | 117 | 0.090 0.196 8200 | 1395| 103 | 0.085 | 0.140
4.0 18 9800 | 1965 | 123 | 0.100 | 0.252 | 9300 | 1670 | 117 | 0.090| 0.196| 8200 | 1395 | 103 | 0.085 0.140
4.0 20 9800 | 1965 | 123 | 0.100 | 0.252 | 9300 | 1670| 117 | 0.090| 0.196| 8200 | 1395 103 | 0.085 0.140
4.0 22 8820 | 1590 111 | 0.090 | 0.144| 8370 | 1355| 105 | 0.081|0.112| 7380 | 1130/ 93 | 0.077 | 0.080
4.0 26 8820 | 1590 111 | 0.090| 0.144 | 8370 | 1355| 105 | 0.081 | 0.112| 7380 | 1130| 93 | 0.077 | 0.080
4.0 30 8820 | 1590 111 | 0.090| 0.144 | 8370 | 1355| 105 | 0.081 | 0.112| 7380 | 1130| 93 | 0.077 | 0.080
4.0 35 8820 | 1590| 111 | 0.090| 0.090| 8370 | 1355| 105 | 0.081 | 0.070 7380 | 1130| 93 | 0.077 | 0.050
4.0 40 8820 | 1590| 111 | 0.090| 0.090| 8370 | 1355| 105 | 0.081| 0.070 7380 | 1130| 93 | 0.077| 0.050
4.0 45 7840 | 1260 99 | 0.080| 0.090| 7440 | 1070| 93 | 0.072| 0070 6560 | 895 82 |0.068 | 0.050
4.0 50 7840 | 1260 | 99 |0.080 | 0.090 | 7440 |1070| 93 |0.072|0.070 | 6560 | 895 82 | 0.068 | 0.050
4.0 60 7840 | 1260 | 99 |0.080 | 0.054 | 7440 |1070| 93 |0.072|0.042 | 6560 | 895 82 | 0.068 | 0.030
5.0 15 7700 |1845| 121 |0.120|0.315| 7300 | 1455 | 115 | 0.100 | 0.245| 6400 |1285| 101 |0.100 | 0.175
5.0 20 7700 | 1845| 121 |0.120|0.315| 7300 | 1455 115 | 0.100 | 0.245| 6400 | 1285| 101 |0.100 | 0.175
5.0 26 6930 | 1495 | 109 | 0.108 | 0.180 | 6570 | 1180 | 103 | 0.090 | 0.140 | 5760 | 1040, 90 | 0.090 | 0.100
5.0 30 6930 | 1495 | 109 | 0.108  0.180 | 6570 | 1180 | 103 | 0.090 | 0.140 | 5760 | 1040, 90 | 0.090  0.100
5.0 35 6930 | 1495 | 109 | 0.108 | 0.180 | 6570 | 1180 | 103 | 0.090 | 0.140 | 5760 | 1040 90 | 0.090 | 0.100
5.0 40 6930 | 1495 | 109 | 0.108 | 0.180 | 6570 | 1180 103 | 0.090| 0.140| 5760 | 1040 | 90 | 0.090 | 0.100
5.0 50 6930 | 1495 | 109 | 0.108 | 0.113 | 6570 | 1180 103 | 0.090 | 0.088 | 5760 | 1040 | 90 | 0.090 | 0.063
5.0 60 6160 | 1180 | 97 |0.096 0.113 | 5840 | 930 92 |0.080| 0.088| 5120 | 820 80 | 0.080 | 0.063
6.0 20 6500 | 1900 | 123 | 0.146| 0.378 | 6200 | 1600 | 117 | 0.129 | 0.294 | 5500 | 1330| 104 | 0.121 | 0.210
6.0 30 6500 | 1900 | 123 | 0.146 | 0.378 | 6200 | 1600 | 117 | 0.129 | 0.294 | 5500 | 1330| 104 | 0.121 | 0.210
8.0 25 4850 | 1800 | 122 | 0.186 | 0.504 | 4600 | 1500 116 | 0.163| 0.392| 4000 | 1280 | 101 | 0.160 | 0.280
8.0 30 4850 | 1800 | 122 | 0.186 | 0.504 | 4600 | 1500 116 | 0.163| 0.392| 4000 | 1280 | 101 | 0.160 | 0.280
10.0 30 3850 | 1650 | 121 | 0.214| 0.900| 3680 | 1400 | 116 | 0.190| 0.700 | 3200 | 1200 | 101 | 0.188 | 0.500
10.0 40 3850 | 1650 | 121 | 0.214| 0630 | 3680 | 1400 | 116 | 0.190| 0.490| 3200 | 1200 | 101 | 0.188 | 0.350
12.0 32 3200 | 1520| 121 | 0.238| 1.080| 3050 | 1300 | 115 | 0.213| 0.840| 2650 | 1100 | 100 | 0.208 | 0.600
12.0 45 3200 | 1520 121 | 0.238| 0.756| 3050 | 1300 | 115 | 0.213| 0.588 | 2650 | 1100| 100 | 0.208 | 0.420
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1[EY1:AE (Depth of Cut per one pass) Ap
DIA. = 3J4% Diameter
LBS = B~ Length Below Shank

RPM = rev./min.
FEED = mm/min.
Vc =m/min.
fz=mm/t
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 3 FLUTE TAPER BALL NOSE

B 3HATF—/IN—FR—ILITVFZ IV

HS3TB .2 Normal

. —f&8H NON-ALLOYED STEELS S -
WOR? fmm SRHMALLOY STEELS i2s) iﬂ%&ggfgﬁf g?EELS HARDEkﬁé)ﬂ;TEELS
&% CAST IRON

N
§ » HERE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
.y = 34 (STRENGTH) ~ 1100N/mm: 1100 ~ 1500N/mm: 1500 ~ 2000N/mm:
=3 AEEn) EFRES) EEBRV) EYFED)  THERV  WRYR) ERERR RUEED)  UREEV  IARYE) EREEW BUED)  THEEw  TEEYE)
. 1.0 26 | 30,000 | 2000 | 94 | 0022 | 25000 | 1600 | 79 | 0021 | 15000 | 950 47 | 0021
& 1.0 37 | 22,000 | 2000 | 69 | 0030 | 20,000 | 1,800 | 63 | 0.030 | 12000 | 1,100 | 38 | 0.031
= 2.0 22 | 17,000 | 2,000 | 107 | 0039 | 14,000 | 1,600 | 88 | 0038 | 9,000 | 900 57 | 0.033
2.0 33 | 17,000 | 2,000 | 107 | 0.039 | 14,000 | 1,600 | 88 | 0038 | 9,000 | 900 57 | 0033
2.0 45 | 12,000 | 1400 | 75 | 0039 | 11,000 | 1,200 | 69 | 0036 | 7,000 | 900 44 | 0043
3.0 38 | 13,000 | 1,900 | 122 | 0.049 | 11,000 | 1,700 | 104 | 0052 | 6400 | 950 60 | 0.049
3.0 49 | 8500 | 1,500 | 80 | 0.059 | 8000 | 1,300 | 75 | 0054 | 5200 | 950 49 | 0061
4.0 45 | 9600 | 1,900 | 121 | 0066 | 8200 | 1,600 | 103 | 0065 | 4800 | 900 60 | 0063
4.0 10 | 6800 | 1,600 | 8 | 0078 | 6300 | 1450 | 79 | 0.077 | 3,800 | 1,000 | 48 | 0.088
6.0 45 | 6400 | 1,800 | 121 | 0094 | 5500 | 1,600 | 104 | 0097 | 3,200 | 830 60 | 0.086
6.0 15 | 5600 | 1,700 | 106 | 0.101 | 4800 | 1,500 | 90 | 0.104 | 2,900 | 1,700 | 55 | 0.126
003D =——
T
/
0.05D
RPM = rev./min.
FEED = mm/min.
Vc=m/min.
fz=mm/t

CARBIDE, 3 FLUTE TAPER BALL NOSE

iBEE 3MHAT—IN—R—ILTIVFI

HS3TB :..% Finishing

o —f&8H NON-ALLOYED STEELS N
{l 9
il A& ALLOY STEELS &8 ALLOY STEELS A
WORK MATERIAL 9% CAST IRON #2480 HEAT RESISTANT STEELS HARDENED STEELS

BEFE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
S (STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FiEoO) ETRLBS) EEERRM) EYED)  THREV  IFEYR) EEMeew) BYeED)  UEREEw  19RYE) EEEeew) BVED) TREEw  19%YE)
1.0 26 30,000 | 2,000 94 0.022 | 25,000 | 1,600 79 0.021 15,000 950 47 0.021
1.0 37 22,000 | 2,000 69 0.030 | 20,000 | 1,800 63 0.030 | 12,000 | 1,100 38 0.031
2.0 22 17,000 | 2,000 107 0.039 | 14,000 | 1,600 88 0.038 | 9,000 900 57 0.033
2.0 33 17,000 | 2,000 107 0.039 | 14,000 | 1,600 88 0.038 9,000 900 57 0.033
2.0 45 12,000 | 1,200 75 0.033 | 11,000 | 1,100 69 0.033 7,000 800 44 0.038
3.0 38 13,000 | 1,800 122 0.046 | 11,000 | 1,500 104 0.045 6,400 830 60 0.043
3.0 49 8,500 | 1,300 80 0.051 | 8,000 | 1,200 75 0.050 | 5,200 830 49 0.053
4.0 45 9,600 | 1,700 121 0.059 | 8,200 | 1,400 103 0.057 | 4,800 770 60 0.053
4.0 10 6,800 | 1,400 85 0.069 | 6,300 | 1,300 79 0.069 | 3,800 860 48 0.075
6.0 45 6,400 1,500 121 0.078 5,500 1,300 104 0.079 3,200 700 60 0.073
6.0 15 5,600 1,500 106 0.089 4,800 1,350 920 0.094 2,900 950 55 0.109

0.03D T
%
/
0.03D

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

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2P —F—5IT7RAIVFI W
HS2CR .t

HHI _Eﬂjg%“,;ﬁ'[é?xsﬁ%glg'z"s B&MALLOY STEELS A

WORK MATERIAL = 2% CAST IRON i 2480 HEAT RESISTANT STEELS HARDENED STEELS =
HEE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55 @
3E(STRENGTH) ~ 1100N/mny? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm? E x
FE (DAMETER) EEMRev)  #YeeD) TEEEV 1TEYR) EEEEeM)  #YeED) TEEEV  19Yr) EESeev) BV THEREw  19%YER) g §
0.2 44000 145 28 0.002 28800 60 18 0.001 17600 40 11 0.001 Al
0.3 41000 170 39 0.002 27000 70 25 0.001 16500 45 16 0.001 T—f

0.4 41000 170 52 0.002 27000 70 34 0.001 16500 45 21 0.001

0.5 36000 190 57 0.003 23400 80 37 0.002 14300 50 22 0.002

0.6 30000 210 57 0.004 19800 90 37 0.002 12100 55 23 0.002

0.7 30000 210 66 0.004 19800 90 44 0.002 12100 55 27 0.002

0.8 30000 210 75 0.004 19800 90 50 0.002 12100 55 30 0.002

0.9 30000 225 85 0.004 18900 90 53 0.002 11550 55 33 0.002

1.0 27600 240 87 0.004 18000 100 57 0.003 11000 60 35 0.003

1.2 24800 245 93 0.005 15750 105 59 0.003 9750 60 37 0.003

1.5 22000 250 104 | 0.006 13500 110 64 0.004 8500 60 40 0.004

2.0 18000 260 113 | 0.007 11560 120 73 0.005 7200 70 45 0.005

2.5 15000 270 118 | 0.009 9500 130 75 0.007 6100 70 48 0.006

3.0 13240 280 125 | 0.011 8560 140 81 0.008 5280 70 50 0.007

3.5 11980 310 | 132 | 0.013 7690 155 85 0.010 4790 75 53 0.008

4.0 10720 340 | 135 | 0.016 6820 170 86 0.012 4300 80 54 0.009

45 9940 380 | 141 | 0.019 6310 185 89 0.015 4300 90 61 0.010

5.0 9160 420 | 144 | 0023 5800 200 91 0.017 3800 100 60 0.013

5.5 8530 460 147 | 0.027 5420 225 94 0.021 3540 110 61 0.016

6.0 7900 500 149 | 0.032 5040 250 95 0.025 3280 120 62 0.018

7.0 6950 520 153 | 0.037 4420 250 97 0.028 2900 120 64 0.021

8.0 6000 540 151 | 0.045 3800 250 96 0.033 2520 120 63 0.024

10.0 5040 540 158 | 0.054 3280 250 103 | 0.038 2020 120 63 0.030

11.0 4580 480 158 | 0.052 3030 240 105 | 0.040 1850 110 64 0.030

12.0 4120 420 | 155 | 0.051 2780 230 105 | 0.041 1680 100 63 0.030

14.0 3610 390 | 159 | 0.054 2440 200 107 | 0.041 1480 90 65 0.030

16.0 3100 360 | 156 | 0.058 2100 170 | 106 | 0.040 1280 80 64 0.031

20.0 2520 280 158 | 0.056 1640 120 | 103 | 0.037 1000 60 63 0.030

1.0D

O'ZDI ZLW?WZ

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

237



NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 2 FLUTE CORNER RADIUS

B 2P —F—FIT7RAIVFINW
HS2RC .7

—#&%) NON-ALLOYED STEELS ~
WOR#%EAI%RIAL EF L e Sl nﬁﬁiiﬂ? ﬁil_jr%ég\g;ﬂz é?‘EELS HARDEﬁéﬂgTEELS

#8% CAST IRON
FEFE(HARDNESS) ~HRC 35 HRC 35~ HRC 45 HRC 45 ~ HRC 55
3/E(STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FEoA) EFELBS) R RPY) %Y FEED) YRIEE Vo 10#Y () Ap(mm) EEEE RPV) &Y (EED) THGER Vo 172V (F) Ap(mm) EEESRPM) %Y FED) HHREE Q) 17€Y(F) Ap(mm)

0.2 0.5 | 50000 | 170 | 31 |0.002 |0.040 | 34500 | 75 22 |0.001 0030 21150 | 45 13 | 0.001 | 0.024
0.2 1 50000 | 170 | 31 |0.002 | 0.028 | 34500 @75 22 |0.001 0021 21150 | 45 13 | 0.001 | 0.017
0.2 1.5 | 45000 | 140 | 28 |0.002  0.016| 31050 A 60 20 |0.001 | 0.012| 19040 @ 35 12 | 0.001 | 0.010
0.2 2 45000 | 140 | 28 |0.002|0.010| 31050 | 60 20 |0.001 | 0.008 | 19040 @ 35 12 | 0.001 | 0.006
0.3 1 50000 | 200 | 47 |0.002|0.042| 32000 85 30 |0.001|0.032 | 20000 | 50 19 | 0.001 | 0.025
0.3 2 45000 | 160 | 42 |0.002|0.024 28800 | 70 | 27 |0.001|0.018| 18000 | 40 17 | 0.001 | 0.014
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0.3 45000 | 160 42 |0.002 0.015| 28800 | 70 27 |0.001|0.011| 18000 | 40 17 | 0.001 | 0.009
0.4 50000 | 200 63 | 0.002 | 0.080 32000 | 85 40 | 0.001|0.060 | 20000 | 50 25 |0.001 | 0.048
0.4 1.5 50000 | 200 63 | 0.002|0.056| 32000 | 85 40 | 0.001|0.042| 20000 | 50 25 |0.001 | 0.034
0.4 2 50000 | 200 63 | 0.002 | 0.056 32000 | 85 40 | 0.001 | 0.042 | 20000 | 50 25 |0.001 | 0.034
0.4 2.5 | 45000 | 160 57 |0.002|0.032| 28800 | 70 36 | 0.001|0.024 | 18000 | 40 23 |0.001|0.019
0.4 3 45000 | 160 57 ]0.002|0.032 28800 | 70 36 | 0.001 0.024 18000 | 40 23 |0.001 0.019
0.4 4 45000 | 160 57 |0.002 | 0.020 28800 | 70 36 |0.001|0.015| 18000 | 40 23 |0.001|0.012
0.5 1 43000 | 220 68 | 0.003 | 0.100 28000 | 95 44 |0.002|0.075| 17100 | 60 27 |0.002 0.060
0.5 1.5 | 43000 | 220 68 | 0.003|0.100 | 28000 | 95 44 | 0.002|0.075| 17100 | 60 27 |0.002 | 0.060
0.5 2 43000 | 220 68 | 0.003 | 0.070 28000 | 95 44 | 0.002|0.053| 17100 | 60 27 |0.002 0.042
0.5 2.5 | 43000 | 220 68 | 0.003|0.070| 28000 | 95 44 | 0.002|0.053| 17100 | 60 27 | 0.002 | 0.042

0.5 3 38700 | 180 61 |0.002|0.040 25200 | 75 40 | 0.001|0.030| 15390 | 50 24 | 0.002 | 0.024
0.5 4 38700 | 180 61 | 0.002 | 0.040| 25200 | 75 40 | 0.001|0.030| 15390 | 50 24 | 0.002 | 0.024
0.5 5 38700 | 180 61 |0.002|0.025 25200 | 75 40 | 0.001|0.019| 15390 | 50 24 0.002 | 0.015
0.5 6 34400 | 140 54 ]0.002 | 0.025 | 22400 | 60 35 |0.001|0.019 | 13680 | 40 21 |0.001 | 0.015
0.6 2 36400 | 250 69 | 0.003  0.084| 24000 | 110 | 45 |0.002|0.063 | 14500 | 65 27 0.002 | 0.050
0.6 3 36400 | 250 69 |0.003|0.084 | 24000 | 110 | 45 |0.002 0.063 | 14500 | 65 27 |0.002 | 0.050
0.6 4 32760 | 205 62 | 0.003  0.048 | 21600 | 90 41 | 0.002 0036 13050 | 55 25 |0.002 | 0.029
0.6 6 32760 | 205 62 |0.003 | 0.030 | 21600 | 90 41 |0.002|0.023 | 13050 | 55 25 |0.002 | 0.018
0.6 8 29120 | 160 55 |0.003|0.018 | 19200 | 70 36 |0.002|0.014| 11600 | 40 22 |0.002 | 0.011
0.6 10 21840 | 105 41 |0.002|0.012| 14400 | 45 27 |0.002 | 0.009 | 8700 25 16 |0.001 | 0.007
0.7 2 36400 | 250 80 |0.003|0.140 | 24000 | 110 53 |0.002|0.105| 14500 | 65 32 |0.002 | 0.084
0.7 4 32760 | 205 72 | 0.003 | 0.056 | 21600 | 90 48 |0.002 | 0.042 | 13050 | 55 29 |0.002 | 0.034
0.7 6 32760 | 205 72 |0.003 |0.035 21600 | 90 48 |0.002|0.026 | 13050 | 55 29 |0.002 | 0.021
0.7 8 29120 | 160 64 |0.003 | 0.035| 19200 | 70 42 |0.002|0.026 | 11600 | 40 26 |0.002 | 0.021
0.7 10 29120 | 160 64 | 0.003|0.021| 19200 | 70 42 |0.002|0.016| 11600 | 40 26 |0.002|0.013
0.8 2 36400 | 250 91 |0.003|0.160 | 24000 | 110 60 | 0.002|0.120 | 14500 | 65 36 |0.002 0.096
0.8 3 36400 | 250 91 |0.003|0.112| 24000 | 110 60 | 0.002|0.084| 14500 @ 65 36 |0.002 | 0.067
0.8 4 36400 | 250 91 |0.003|0.112| 24000 | 110 60 | 0.002 0.084 14500 | 65 36 |0.002 0.067
0.8 6 32760 | 205 82 |0.003|0.064| 21600 | 90 54 |0.002|0.048 | 13050 | 55 33 |0.002 0.038
0.8 8 32760 | 205 82 |0.003|0.040 21600 | 90 54 | 0.002 0.030 | 13050 | 55 33 | 0.002| 0.024
0.8 10 29120 | 160 73 |0.003|0.040 19200 | 70 48 | 0.002|0.030| 11600 | 40 29 |0.002 | 0.024
1.0 3 33100 | 280 | 104 | 0.004 | 0.200 | 21600 | 120 68 | 0.003 0.150 | 13200 | 70 41 |0.003| 0.120
1.0 4 33100 | 280 | 104 | 0.004  0.140| 21600 | 120 68 | 0.003|0.105| 13200 | 70 41 | 0.003 | 0.084
1.0 6 29790 | 225 94 | 0.004  0.080| 19440 | 95 61 | 0.002 0.060 11880 | 55 37 | 0.002| 0.048
1.0 8 29790 | 225 94 | 0.004 | 0.080 19440 | 95 61 | 0.002|0.060| 11880 | 55 37 |0.002 0.048

1.0 10 29790 | 225 94 | 0.004  0.050| 19440 | 95 61 | 0.002 0.038 11880 | 55 37 | 0.002| 0.030
1.0 12 26480 | 180 83 |0.003 | 0.050 17280 | 75 54 |0.002 | 0.038 | 10560 | 45 33 |0.002 | 0.030
1.0 14 26480 | 180 83 |0.0030.030| 17280 | 75 54 |0.002|0.023 | 10560 | 45 33 |0.002|0.018
1.0 16 19860 | 120 62 |0.003|0.030 | 12960 | 50 41 |0.002 | 0.023 | 7920 30 25 |0.002 | 0.018
1.0 20 19860 | 120 62 | 0.003 | 0.020| 12960 | 50 41 1 0.002 0015 7920 30 25 |0.002 | 0.012
1.2 3 29750 | 290 | 112 | 0.005 | 0.240 | 18900 | 125 71 |0.003 0.180 | 11700 | 70 44 |0.003 | 0.144
1.2 4 29750 | 290 | 112 | 0.005|0.168 | 18900 | 125 71 ]0.003|0.126 | 11700 | 70 44 | 0.003 | 0.101
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 2 FLUTE CORNER RADIUS

BE 2P —F—5IT7RAIVFI W

HS2RC ;.2

. —f%$A NON-ALLOYED STEELS PN
HH B2 ALLOY STEELS - S&8#M ALLOY STEELS 1EAS
WORK MATERIAL 2% CAST IRON it 2480 HEAT RESISTANT STEELS HARDENED STEELS
FE & (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
3 (STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FEoA) ETR(BS) EH RPM) %Y FEED) YHIEE (Vo 10%Y(F) Ap(mm) EEEE RPY) %Y FEED) YHIEE (o 10#Y(F) Ap(mm) EEEERPV) &Y FEED) TRIEE (o) 17%Y(F) Ap(mm)

1.2 6 29750 | 290 | 112 | 0.005|0.168 | 18900 | 125 71 |0.003|0.126 | 11700 | 70 44 | 0.003 | 0.101
1.2 8 26780 | 235 | 101 | 0.004 | 0.096 | 17010 | 100 64 |0.003|0.072 | 10530 | 55 40 | 0.003 | 0.058
1.2 10 26780 | 235 | 101 | 0.004 | 0.060 | 17010 | 100 64 | 0.003|0.045| 10530 | 55 40 | 0.003 | 0.036
1.2 12 26780 | 235 | 101 | 0.004 | 0.060 | 17010 | 100 64 |0.003|0.045| 10530 | 55 40 | 0.003 | 0.036
1.2 16 23800 | 185 90 |0.004|0.036| 15120 | 80 57 |0.003 | 0.027 | 9360 45 35 |0.002|0.022
1.2 20 17850 | 120 67 |0.003|0.024 | 11340 | 55 43 |0.002 | 0.018 | 7020 30 26 |0.002 | 0.014
1.5 4 26400 | 300 | 124 | 0.006 | 0.300 | 16200 | 130 76 |0.004|0.225| 10200 | 70 48 | 0.003 | 0.180
1.5 6 26400 | 300 | 124 | 0.006 | 0.210 | 16200 | 130 76 |0.004 0.158 | 10200 | 70 48 |0.003 | 0.126
1.5 8 23760 | 245 | 112 | 0.005 | 0.120 | 14580 | 105 69 | 0.004 | 0.090 | 9180 55 43 | 0.003 | 0.072
1.5 10 23760 | 245 | 112 | 0.005 | 0.120 | 14580 | 105 69 | 0.004  0.090| 9180 55 43 | 0.003 | 0.072
1.5 12 23760 | 245 | 112 | 0.005 | 0.120 | 14580 | 105 69 | 0.004|0.090| 9180 55 43 | 0.003 | 0.072
1.5 14 23760 | 245 | 112 | 0.005 | 0.075| 14580 | 105 69 | 0.004 0.056| 9180 55 43 | 0.003 | 0.045
1.5 16 21120 | 190 | 100 | 0.004 | 0.075| 12960 | 85 61 |0.003|0.056| 8160 45 38 | 0.003 | 0.045
1.5 20 21120 | 190 | 100 | 0.004  0.045 12960 | 85 61 | 0.003 0.034| 8160 45 38 | 0.003 | 0.027
1.5 22 21120 | 190 | 100 | 0.004 | 0.045 12960 | 85 61 |0.003|0.034| 8160 45 38 |0.003 | 0.027
1.5 26 15840 | 125 75 | 0.004  0.030| 9720 55 46 | 0.003|0.023 | 6120 30 29 | 0.002 0.018
2.0 6 21600 | 310 | 136 | 0.007 | 0.400 | 13800 | 140 87 |0.005|0.300| 8640 80 54 | 0.005 | 0.240
2.0 8 21600 | 310 | 136 | 0.007 | 0.280 13800 | 140 87 |0.005|0.210| 8640 80 54 | 0.005 | 0.168
2.0 10 21600 | 310 | 136 | 0.007 | 0.280 | 13800 | 140 87 |0.005| 0.210| 8640 80 54 | 0.005| 0.168
2.0 12 19440 | 250 | 122 | 0.006 | 0.160 | 12420 | 115 78 |0.005| 0.120 7780 65 49 | 0.004 | 0.096
2.0 14 19440 | 250 | 122 | 0.006 | 0.160 | 12420 | 115 78 |0.0050.120 | 7780 65 49 |0.004 | 0.096
2.0 16 19440 | 250 | 122 | 0.006 | 0.160 | 12420 | 115 78 |0.005|0.120 | 7780 65 49 | 0.004 | 0.096
2.0 20 19440 | 250 | 122 | 0.006 | 0.100 | 12420 | 115 78 |0.005 | 0.075| 7780 65 49 |0.004 | 0.060
2.0 22 17280 | 200 | 109 | 0.006 | 0.100 | 11040 | 90 69 | 0.004|0.075| 6910 50 43 | 0.004 | 0.060
2.0 26 17280 | 200 | 109 | 0.006 | 0.100 | 11040 | 90 69 |0.004|0.075| 6910 50 43 | 0.004 | 0.060
2.0 30 17280 | 200 | 109 | 0.006 | 0.060 | 11040 & 90 69 | 0.004|0.045| 6910 50 43 | 0.004  0.036
2.5 8 18000 | 320 | 141 | 0.009 | 0.350 | 11400 | 150 90 |0.007 | 0.263 | 7320 80 57 |0.005|0.210
25 10 18000 | 320 | 141 | 0.009 | 0.350 | 11400 | 150 90 |0.007 | 0.263 | 7320 80 57 |0.005|0.210
2.5 12 18000 | 320 | 141 | 0.009 | 0.350 | 11400 | 150 90 |0.007 | 0.263 | 7320 80 57 |0.005|0.210
25 14 16200 | 260 | 127 | 0.008 | 0.200 | 10260 | 120 81 |0.006 | 0.150 | 6590 65 52 |0.005 | 0.120
2.5 16 16200 | 260 | 127 | 0.008 | 0.200 | 10260 | 120 81 |0.006 0.150 | 6590 65 52 | 0.005 | 0.120
2.5 20 16200 | 260 | 127 | 0.008 | 0.200 | 10260 | 120 81 |0.006 | 0.150 | 6590 65 52 |0.005|0.120
2.5 26 14400 | 205 | 113 | 0.007 | 0.125 | 9120 95 72 | 0.005| 0.094 | 5860 50 46 | 0.004 | 0.075
2.5 30 14400 | 205 | 113 | 0.007 | 0.125| 9120 95 72 |0.005| 0.094 5860 50 46 | 0.004 | 0.075
3.0 8 15900 | 330 | 150 | 0.010 | 0.600 | 10300 | 160 97 |0.008 | 0.450 | 6300 80 59 | 0.006 | 0.360
3.0 10 15900 | 330 | 150 | 0.010| 0420 | 10300 | 160 97 |0.008 | 0.315| 6300 80 59 |0.006 | 0.252
3.0 12 15900 | 330 | 150 | 0.010 | 0.420 | 10300 | 160 97 |0.008 0.315| 6300 80 59 | 0.006 | 0.252
3.0 14 15900 | 330 | 150 | 0.010| 0.420 | 10300 | 160 97 |0.008 | 0.315| 6300 80 59 |0.006 | 0.252
3.0 16 14310 | 265 | 135 | 0.009 | 0.240 | 9270 | 130 87 |0.007 0.180| 5670 65 53 | 0.006 | 0.144
3.0 20 14310 | 265 | 135 | 0.009 | 0.240 | 9270 | 130 87 |0.007|0.180| 5670 65 53 |0.006 | 0.144
3.0 26 14310 | 265 | 135 | 0.009 | 0.150 | 9270 | 130 87 |0.007 | 0.113| 5670 65 53 | 0.006 | 0.090
3.0 30 14310 | 265 | 135 | 0.009 | 0.150 | 9270 | 130 87 |0.007 | 0.113| 5670 65 53 | 0.006 | 0.090
3.0 35 12720 | 210 | 120 | 0.008 | 0.150 | 8240 | 100 78 | 0.006| 0.113 | 5040 50 48 | 0.005 | 0.090
3.0 40 12720 | 210 | 120 | 0.008 | 0.090 | 8240 | 100 78 |0.006 | 0.068 | 5040 50 48 | 0.005 | 0.054
4.0 10 12800 | 400 | 161 |0.016|0.800 | 8200 | 200 | 103 |0.012 | 0.600 5150 95 65 | 0.009 | 0.480
4.0 12 12800 | 400 | 161 | 0.016 | 0.800 | 8200 | 200 | 103 |0.012 | 0.600 | 5150 95 65 | 0.009 | 0.480
4.0 14 12800 | 400 | 161 |0.016|0.560 | 8200 | 200 | 103 |0.012 0420 5150 95 65 | 0.009 | 0.336
4.0 16 12800 | 400 | 161 | 0.016 | 0.560 | 8200 | 200 | 103 |0.012| 0420 | 5150 95 65 | 0.009 | 0.336
4.0 20 12800 | 400 | 161 |0.016|0.560 | 8200 | 200 | 103 |0.012 /0420 5150 95 65 | 0.009 | 0.336
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CARBIDE, 2 FLUTE CORNER RADIUS

I|Z&f4 Recommended Cutting Conditions

B 2P —F—FIT7RAIVFINW
HS2RC ;..F

, —HA%SH NON-ALLOYED STEELS N Ja
HWHI A& ALLOY STEELS - &€& ALLOY STEELS A
WORK MATERIAI 2% CAST IRON fiHZA8H HEAT RESISTANT STEELS HARDENED STEELS
BEFE (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
4FE(STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FEOA) EFE(BS) [EHEE RPv) %Y FEED) YHIEE Vo 1TBY () Ap(mm) EBRE Rev) %Y (eeD) THEEE Vo 19%Y(F) Ap(mm) EEEE RPM) Y FeD) THREE W 17%Y(F) Ap(mm)

4.0 26 11520 | 325 | 145 | 0.014  0320| 7380 | 160 93 |0.011]0.240 | 4640 75 58 |0.008 | 0.192
4.0 30 11520 | 325 | 145 | 0.014|0.320 | 7380 | 160 93 |0.011 | 0.240 | 4640 75 58 |0.008 | 0.192
4.0 35 11520 | 325 | 145 | 0.014|0.200| 7380 | 160 93 |0.011|0.150 | 4640 75 58 |0.008 | 0.120
4.0 40 11520 | 325 | 145 | 0.014|0.200 | 7380 | 160 93 |0.011|0.150 | 4640 75 58 |0.008  0.120
4.0 45 10240 | 255 | 129 |0.012|0.200 | 6560 | 130 82 |0.010|0.150 | 4120 60 52 |0.007 | 0.120
4.0 50 10240 | 255 | 129 | 0.012|0.200 | 6560 | 130 82 |0.010|0.150 | 4120 60 52 |0.007 | 0.120
5.0 15 11000 | 500 | 173 |0.023|1.000| 7000 | 240 | 110 | 0.017 0.750 4560 | 120 72 |0.013 | 0.600
6.0 20 9500 | 600 | 179 | 0.032|0.840, 6000 | 300 | 113 | 0.025| 0.630 | 3930 | 140 74 |0.018 | 0.504
6.0 30 9500 | 600 | 179 |0.032|0.840| 6000 | 300 | 113 | 0.025 0.630 3930 | 140 74 |0.018 | 0.504
8.0 25 7200 | 640 | 181 |0.044  1.120| 4550 | 300 | 114 | 0.033 | 0.840 | 3020 | 140 76 |0.023 | 0.672
8.0 35 7200 | 640 | 181 | 0.044|1.120 4550 | 300 | 114 | 0.033|0.840| 3020 | 140 76 |0.023|0.672
10.0 30 6000 | 640 | 188 | 0.053 |2.000, 4000 | 300 | 126 | 0.038 | 1.500| 2420 | 140 76 |0.029 | 1.200
10.0 40 6000 | 640 | 188 | 0.053|1.400| 4000 | 300 | 126 | 0.038 | 1.050 2420 | 140 76 |0.029 | 0.840
12.0 32 5000 | 500 | 188 | 0.050 | 2.400| 3340 | 270 | 126 | 0.040 | 1.800 | 2000 | 120 75 |0.030 | 1.440
12.0 45 5000 | 500 | 188 | 0.050 | 1.680 3340 | 270 | 126 | 0.040|1.260| 2000 | 120 75 |0.030 | 1.008
16.0 35 3720 | 450 | 187 | 0.060 | 3.200| 2520 | 210 | 127 | 0.042 | 2400 | 1540 95 77 | 0.031| 1.920
16.0 50 3720 | 450 | 187 | 0.060 | 2.240 | 2520 | 210 | 127 | 0.042| 1.680| 1540 95 77 |0.031 | 1.344
20.0 40 3000 | 330 | 188 | 0.055|4.000 1950 | 140 | 123 | 0.036| 3.000 | 1200 70 75 10.029 | 2.400
20.0 55 3000 | 330 | 188 | 0.055|4.000| 1950 | 140 | 123 | 0.036 | 3.000 | 1200 70 75 | 0.029 | 2.400
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RPM = rev./min.
FEED = mm/min.
Vc=m/min.
fz=mm/t
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KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 4 FLUTE CORNER RADIUS

BEARPIIA—FT—FIT7RAIVFINW
HS4CR ..

—#%& NON-ALLOYED STEELS

i Py
wore%ﬂ%;r{m éﬁﬁﬂg"ékg}( A el fﬁ%r%lls'géfgﬁf s HARDEﬁéﬂETEELs =
FETE(HARDNESS) ~ HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55 9]
4FE(STRENGTH) ~ 1100N/mny2 1100 ~ 1500N/mm? 1500 ~ 2000N/mm? E x
F1E DAMETER)  EERRPM) EYEED THREEV 1FRYER) RPV)  EYFEED) THEEW ITEYR)  EEEeew)  BYED) THEEV  1TEYE) ﬁ %
1.0 27600 300 87 0.003 18000 220 57 0.003 11000 120 35 0.003 Al
1.2 24800 305 93 0.003 15750 225 59 0.004 9750 120 37 0.003 T—f
1.5 22000 310 104 | 0.004 13500 230 64 0.004 8500 120 40 0.004
2.0 18000 320 | 113 | 0.004 11560 240 73 0.005 7200 130 45 0.005
2.5 15000 330 | 118 | 0.006 9500 250 75 0.007 6100 130 48 0.005
3.0 13240 340 | 125 | 0.006 8560 260 81 0.008 5280 130 50 0.006
3.5 11980 380 | 132 | 0.008 7690 280 85 0.009 4790 135 53 0.007
4.0 10720 420 | 135 | 0.010 6820 300 86 0.011 4300 140 54 0.008
4.5 9940 425 141 | 0.011 6310 330 89 0.013 4050 155 57 0.010
5.0 9160 430 144 | 0.012 5800 360 91 0.016 3800 170 60 0.011
5.5 8530 430 147 | 0.013 5420 360 94 0.017 3540 170 61 0.012
6.0 7900 430 149 | 0.014 5040 360 95 0.018 3280 170 62 0.013
7.0 6950 445 153 | 0.016 4420 360 97 0.020 2900 170 64 0.015
8.0 6000 460 | 151 | 0.019 3800 360 9% 0.024 2520 170 63 0.017
10.0 5040 460 | 158 | 0.023 3280 360 103 | 0.027 2020 170 63 0.021
11.0 4580 410 | 158 | 0.022 3030 340 105 | 0.028 1850 155 64 0.021
12.0 4120 360 | 155 | 0.022 2780 320 105 | 0.029 1680 140 63 0.021
14.0 3610 320 | 159 | 0.022 2440 275 107 | 0.028 1480 125 65 0.021
16.0 3100 280 156 | 0.023 2100 230 | 106 | 0.027 1280 115 64 0.022
20.0 2520 230 158 | 0.023 1640 180 | 103 | 0.027 1000 90 63 0.023
D<@16:2.0D D<Q16:2.0DI
D>@16:1.5D D>@16:1.5D
0.05D 002D
RPM = rev./min.
FEED = mm/min.
Vc =m/min.
fz=mm/t
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CARBIDE, 4 FLUTE CORNER RADIUS

BEARHIIA—FT—FVTAIVFINW
HS4RC .7

HWH _Eﬁgng,;ﬁ'['c‘,?YSET%SEELS A& ALLOY STEELS 1BEASH
WORK MATER = 2% CAST IRON it 2488 HEAT RESISTANT STEELS HARDENED STEELS
N
; BEE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
4 38E(STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FEpA) ETRLBS) EEEERPY) %Y FED) YRIEE Vo 192Y(F) Aemm) EEREReV) %Y FeD) YHIEE (o 192Y(F2) Ae(mm) [EEEE Rev) %Y FED) YHIEE (Vo 10#Y(F) Ae(mm)

1.0 4 33100 | 360 | 104 | 0.003 | 0.021 | 21600 | 260 68 | 0.003 |0.016 | 13200 | 140 41 |0.003|0.013
1.0 6 29790 | 290 94 |0.002|0.012 | 19440 | 210 61 | 0.003  0.009 | 11880 | 115 37 |0.002 | 0.007
1.0 8 29790 | 290 94 |0.002 | 0.012 | 19440 | 210 61 | 0.003 |0.009| 11880 | 115 37 |0.002 | 0.007
1.0 10 | 29790 | 290 94 | 0.002 | 0.008 | 19440 | 210 61 | 0.003  0.006 11880 | 115 37 |0.002 | 0.005
1.0 12 26480 | 230 83 |0.002 | 0.008 | 17280 | 165 54 | 0.002 | 0.006 | 10560 | 90 33 | 0.002 | 0.005
1.0 16 19860 | 150 62 | 0.002  0.005| 12960 | 110 41 |0.002 | 0.003 | 7920 60 25 |0.002 | 0.003
1.0 20 19860 | 150 62 |0.002 | 0.003| 12960 | 110 41 |0.002 | 0.002 | 7920 60 25 0.002 | 0.002
1.0 22 9930 65 31 |0.002 | 0.003 | 6480 45 20 |0.002 | 0.002 | 3960 25 12 | 0.002 | 0.002
1.0 26 9930 65 31 |0.002 | 0.003 | 6480 45 20 | 0.002 | 0.002 | 3960 25 12 | 0.002 | 0.002
1.2 3 29750 | 365 | 112 | 0.003 | 0.036 | 18900 | 265 71 |0.004 | 0.027 | 11700 | 140 44 | 0.003 | 0.022
1.2 4 29750 | 365 | 112 |0.003 | 0.025 | 18900 | 265 71 10.004 | 0.019| 11700 | 140 44 |0.003 | 0.015
1.2 6 29750 | 365 | 112 | 0.003 | 0.025 | 18900 | 265 71 |0.004  0.019 | 11700 | 140 44 | 0.003 | 0.015
1.2 8 26780 | 295 | 101 |0.003 |0.014 | 17010 | 215 64 |0.003|0.011 | 10530 | 115 40 | 0.003 | 0.009
1.2 10 26780 | 295 | 101 |0.003 | 0.009 | 17010 | 215 64 | 0.003 | 0.007 | 10530 | 115 40 |0.003 | 0.005
1.2 12 26780 | 295 | 101 |0.003 | 0.009 | 17010 | 215 64 |0.003 | 0.007 | 10530 | 115 40 | 0.003 | 0.005
1.2 16 23800 | 235 90 |0.002  0.005 | 15120 | 170 57 |0.003 | 0.004 | 9360 90 35 |0.002 | 0.003
1.2 20 17850 | 155 67 |0.002 | 0.004 | 11340 | 110 43 ]0.002 | 0.003 | 7020 60 26 |0.002 | 0.002
1.5 4 26400 | 370 | 124 | 0.004  0.045 | 16200 | 270 76 |0.004  0.034 | 10200 | 140 48 |0.003 | 0.027
1.5 6 26400 | 370 | 124 | 0.004 | 0.032 | 16200 | 270 76 |0.004 | 0.024 | 10200 | 140 48 |0.003 | 0.019
1.5 8 23760 | 300 | 112 | 0.003 0.018 | 14580 | 220 69 |0.004 | 0.014 | 9180 115 43 ]0.003 | 0.011
1.5 10 23760 | 300 | 112 | 0.003 | 0.018 | 14580 | 220 69 | 0.004 | 0.014 | 9180 115 43 | 0.003 | 0.011
15 12 23760 | 300 | 112 |0.003 | 0.018 | 14580 | 220 69 | 0.004 | 0.014| 9180 115 43 ]0.003 | 0.011
1.5 14 | 23760 | 300 | 112 |0.003 | 0.011 | 14580 | 220 69 | 0.004 | 0.008 | 9180 115 43 | 0.003 | 0.007
1.5 16 | 21120 | 235 | 100 | 0.003  0.011 | 12960 | 175 61 | 0.003 | 0.008 | 8160 20 38 | 0.003 | 0.007
1.5 20 | 21120 | 235 | 100 | 0.003 | 0.007 | 12960 | 175 61 | 0.003 | 0.005 | 8160 90 38 |0.003 | 0.004
1.5 22 21120 | 235 | 100 | 0.003 | 0.007 | 12960 | 175 61 | 0.003 | 0.005| 8160 920 38 | 0.003 | 0.004
1.5 26 15840 | 155 75 |0.002 | 0.005| 9720 115 46 | 0.003 | 0.003 | 6120 60 29 |0.002 | 0.003
2.0 6 21600 | 380 | 136 |0.004 | 0.060 13800 & 280 87 | 0.005 | 0.045| 8640 150 54 | 0.004 | 0.036
2.0 8 21600 | 380 | 136 | 0.004 | 0.042 | 13800 | 280 87 |0.005 | 0.032 | 8640 150 54 |0.004 | 0.025
2.0 10 21600 | 380 | 136 |0.004 | 0.042 13800 K 280 87 |0.005|0.032| 8640 150 54 | 0.004 | 0.025
2.0 12 19440 | 310 | 122 | 0.004 | 0.024 | 12420 | 225 78 |0.005|0.018 | 7780 120 49 |0.004 | 0.014
2.0 14 19440 | 310 | 122 | 0.004 0.024 | 12420 | 225 78 |0.005|0.018 | 7780 120 49 |0.004 0.014
2.0 16 19440 | 310 | 122 | 0.004 | 0.024 | 12420 | 225 78 |0.005|0.018 | 7780 120 49 |0.004 | 0.014
2.0 20 19440 | 310 | 122 | 0.004 0.015 | 12420 | 225 78 |0.005|0.011| 7780 120 49 |0.004  0.009
2.0 22 17280 | 245 | 109 | 0.004 | 0.015 | 11040 | 180 69 |0.004 | 0.011 | 6910 95 43 | 0.003 | 0.009
2.0 26 17280 | 245 | 109 | 0.004 0.015| 11040 | 180 69 |0.004|0.011 | 6910 95 43 |0.003 | 0.009
2.0 30 17280 | 245 | 109 | 0.004 | 0.009 | 11040 | 180 69 | 0.004 | 0.007 | 6910 95 43 | 0.003 | 0.005
25 8 18000 | 390 | 141 |0.005 | 0.053 | 11400 | 300 90 |0.007 | 0.039 | 7320 150 57 ]0.005 | 0.032
2.5 10 18000 | 390 | 141 |0.005  0.053 | 11400 | 300 90 |0.007 | 0.039 | 7320 150 57 |0.005 | 0.032
2.5 12 18000 | 390 | 141 |0.005 | 0.053 | 11400 | 300 90 |0.007 | 0.039 | 7320 150 57 |0.005 | 0.032
2.5 14 16200 | 315 | 127 |0.005 | 0.030 | 10260 | 245 81 |0.006 | 0.023 | 6590 120 52 |0.005 | 0.018
2.5 16 16200 | 315 | 127 |0.005 | 0.030 | 10260 | 245 81 |0.006 | 0.023 | 6590 120 52 |0.005 | 0.018
2.5 20 16200 | 315 | 127 |0.005 | 0.030 | 10260 | 245 81 |0.006 | 0.023 | 6590 120 52 |0.005 | 0.018
2.5 26 14400 | 250 | 113 | 0.004 | 0.019| 9120 190 72 |0.005|0.014 | 5860 95 46 | 0.004 | 0.011
2.5 30 14400 | 250 | 113 |0.004 | 0.019 | 9120 190 72 |0.005 0.014 | 5860 95 46 | 0.004 | 0.011
3.0 8 15900 | 400 | 150 | 0.006 | 0.090 | 10300 | 310 97 |0.008 | 0.068 | 6300 150 59 |0.006  0.054
3.0 10 15900 | 400 | 150 | 0.006  0.063 | 10300 | 310 97 |0.008 | 0.047 | 6300 150 59 | 0.006 | 0.038
3.0 12 15900 | 400 | 150 | 0.006 | 0.063 | 10300 | 310 97 |0.008 | 0.047 | 6300 150 59 |0.006  0.038
3.0 14 15900 | 400 | 150 | 0.006  0.063 | 10300 | 310 97 |0.008 | 0.047 | 6300 150 59 | 0.006 | 0.038
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 4 FLUTE CORNER RADIUS

BEARPIIA—FT—FIT7RAIVFINW

HS4RC .2

- —#%#0 NON-ALLOYED STEELS 2
HWHI B2 ALLOY STEELS - S&MALLOY STEELS 1AL
WORK MATERIAL 8% CAST IRON it 2488 HEAT RESISTANT STEELS HARDENED STEELS
BEFE (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
3P (STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FZ0A) EFR(LBS) [EERE ReV) %Y FED) YHIEE (Vo 102Y () Ae(mm) EHEEERPV) &Y FEED) YHIEE (o 10EY () Ae(mm) [EHEEEIRPM) &Y FEED) IR\ 1Y F) Ae(mm)

3.0 16 14310 | 325 | 135 | 0.006 0.036 | 9270 | 250 87 |0.007 | 0.027 | 5670 120 53 | 0.005 | 0.022
3.0 20 14310 | 325 | 135 | 0.006 | 0.036 | 9270 | 250 87 |0.007 | 0.027 | 5670 120 53 | 0.005 | 0.022
3.0 26 14310 | 325 | 135 | 0.006  0.023 | 9270 | 250 87 |0.007 |0.017 | 5670 120 53 |0.005 | 0.014
3.0 30 14310 | 325 | 135 | 0.006 | 0.023 | 9270 | 250 87 |0.007 | 0.017 | 5670 120 53 |0.005 0.014
3.0 35 12720 | 255 | 120 | 0.005  0.023 | 8240 | 200 78 |0.006 | 0.017 | 5040 95 48 | 0.005 | 0.014
3.0 40 12720 | 255 | 120 | 0.005  0.014 | 8240 | 200 78 |0.006 | 0.010 | 5040 95 48 | 0.005 | 0.008
4.0 10 12800 | 500 | 161 |0.010 | 0.120 | 8200 | 360 | 103 |0.011 |0.090 | 5150 160 65 | 0.008 | 0.072
4.0 12 12800 | 500 | 161 | 0.010  0.120 | 8200 | 360 | 103 | 0.011 | 0.090 | 5150 160 65 | 0.008 | 0.072
4.0 14 12800 | 500 | 161 |0.010 | 0.084 | 8200 | 360 | 103 |0.011|0.063| 5150 160 65 | 0.008 | 0.050
4.0 16 12800 | 500 | 161 | 0.010 | 0.084 | 8200 | 360 | 103 |0.011 |0.063 | 5150 160 65 | 0.008 | 0.050
4.0 20 12800 | 500 | 161 | 0.010 | 0.084 | 8200 | 360 | 103 |0.011|0.063| 5150 160 65 | 0.008 | 0.050
4.0 26 11520 | 405 | 145 | 0.009 | 0.048 | 7380 | 290 93 |0.010 | 0.036 | 4640 130 58 |0.007 | 0.029
4.0 30 11520 | 405 | 145 | 0.009 | 0.048 | 7380 | 290 93 |0.010 | 0.036 | 4640 130 58 |0.007 | 0.029
4.0 35 11520 | 405 | 145 | 0.009 | 0.030 | 7380 | 290 93 |0.010 | 0.023 | 4640 130 58 |0.007  0.018
4.0 40 11520 | 405 | 145 | 0.009 | 0.030 | 7380 | 290 93 |0.010|0.023 | 4640 130 58 |0.007 | 0.018
4.0 45 10240 | 320 | 129 | 0.008 | 0.030 | 6560 | 230 82 |0.009 | 0.023 | 4120 100 52 |0.006 0.018
4.0 50 10240 | 320 | 129 | 0.008 | 0.030 | 6560 | 230 82 |0.009 | 0.023 | 4120 100 52 | 0.006 | 0.018
5.0 15 11000 | 510 | 173 | 0.012 |0.150 | 7000 | 430 | 110 |0.015|0.113 | 4560 | 200 72 | 0.011 | 0.090
6.0 20 9500 | 510 | 179 [ 0.013 |0.126 | 6000 | 430 | 113 |0.018 |0.095 | 3930 | 200 74 |0.013 | 0.076
6.0 30 9500 | 510 | 179 | 0.013 |0.126 | 6000 | 430 | 113 |0.018 |0.095| 3930 | 200 74 |0.013 | 0.076
8.0 25 7200 | 550 | 181 |0.019 |0.168 | 4550 | 430 | 114 |0.024 | 0.126 | 3020 | 200 76 |0.017 | 0.101
8.0 35 7200 | 550 | 181 |0.019|0.168 4550 | 430 | 114 |0.024 0.126 3020 | 200 76 |0.017  0.101
100 | 30 6000 | 550 | 188 | 0.023 | 0.300 | 4000 | 430 | 126 |0.027 | 0.225| 2420 | 200 76 |0.021 | 0.180
10.0 | 40 6000 | 550 | 188 |0.023  0.210 | 4000 | 430 | 126 | 0.027 |0.158 | 2420 | 200 76 |0.0210.126
12.0 | 32 5000 | 430 | 188 |0.022 | 0360 | 3340 | 380 | 126 |0.028 | 0.270 | 2000 160 75 ]0.020 | 0.216
12.0 | 45 5000 | 430 | 188 |0.022  0.252 | 3340 | 380 | 126 | 0.028 | 0.189 | 2000 160 75 10.020 | 0.151
16.0 | 35 3720 | 330 | 187 |0.022 | 0480 | 2520 | 280 | 127 |0.028 | 0.360 | 1540 135 77 |0.022 | 0.288
16.0 | 50 3720 | 330 | 187 |0.022 10336 | 2520 | 280 | 127 | 0.028 | 0.252 | 1540 135 77 0.022 | 0.202
20.0 | 40 3000 | 270 | 188 |0.023 | 0.600 | 1950 | 210 | 123 |0.027 | 0450 | 1200 100 75 |0.021 | 0.360
200 55 3000 | 270 | 188 |0.023  0.600 | 1950 | 210 | 123 | 0.027 | 0.450 | 1200 100 75 10.021 | 0.360

)
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N
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RPM = rev./min.
FEED = mm/min.
Ve =m/min.
fz=mm/t
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KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 2 FLUTE

iR 2HARIITTITVREL
HS2SQ %

B _&iﬁggn'\‘;\ﬁtg%ﬁ%gg'ﬂ's A& ALLOY STEELS 27V LA AR
WORK MATERIAL = 5% CAST IRON i 2488 HEAT RESISTANT STEELS| STAINLESS STEELS HARDENED STEELS

iEL TERE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 - HRC 45 ~ HRC 55
-l; g 58 (STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm? = 1500 ~ 2000N/mm?
e F1E (DIAVETER)  EEEH (RPv) Y reeD) SRR 190 (F2) (RPV) 32 (FEED) TRREE 1) 190R8Y) (F2) (RPM) &) (FEED) YRR 18Y ) R RPw) 32Y) FEED) TR 18V ()
;Z:g ; 0.1 42000 | 80 13 | 0.001 | 25200 | 47 8 | 0.001 | 21000 | 40 7 | 0.001 | 16800 16 5 | 0.000
g 0.2 42000 | 85 26 | 0.001 | 25200 | 50 16 | 0.001 | 21000 | 39 13 | 0.001 | 16800 17 11 | 0.001
= 0.3 39000 | 90 37 | 0.001 | 23400 | 54 22 | 0.001 | 19500 | 45 18 | 0.001 | 15600 | 18 15 | 0.001
0.4 39000 | 95 49 | 0.001 | 23400 | 57 29 | 0.001 | 19500 | 47 25 | 0.001 | 15600 | 19 20 | 0.001
0.5 36000 | 110 | 57 | 0.002 | 21600 | 66 34 | 0.002 | 18000 | 55 28 | 0.002 | 14400 | 22 23 | 0.001
0.6 32000 | 125 | 60 | 0.002 | 19200 | 76 36 | 0.002 | 16000 | 63 30 | 0.002 | 12800 | 25 24 | 0.001
0.7 28000 | 140 | 62 | 0.003 | 16800 | 85 37 | 0.003 | 14000 | 70 31 | 0.003 | 11200 | 28 25 | 0.001
0.8 25000 | 155 | 63 | 0.003 | 15000 | 95 38 | 0.003 | 12500 | 79 31 | 0.003 | 10000 | 32 25 | 0.002
0.9 23500 | 165 | 66 | 0.004 | 14100 | 98 | 40 | 0.003 | 11750 | 81 33 | 0.003 | 9400 33 27 | 0.002
1.0 21500 | 170 | 68 | 0.004 | 12900 | 101 | 41 | 0.004 | 10750 | 84 34 | 0.004 | 8600 34 27 | 0.002
1.2 18000 | 175 | 68 | 0.005 | 10800 | 104 | 41 | 0.005 | 9000 87 34 | 0.005 | 7200 35 27 | 0.002
1.5 15000 | 180 | 71 | 0.006 | 9000 107 | 42 | 0.006 | 7500 89 35 | 0.006 A 6000 36 28 | 0.003
2.0 11560 | 200 | 73 | 0.009 | 7560 | 125 | 48 | 0.008 | 6300 95 40 | 0.008 | 5040 37 32 | 0.004
2.5 10240 | 210 | 80 | 0.010 | 6560 | 135 | 52 | 0.010 | 5460 | 110 | 43 | 0.010 | 4200 39 33 | 0.005
3.0 8920 | 220 | 84 | 0.012 | 5560 145 | 52 | 0.013 | 4620 125 | 44 | 0.014 | 3360 42 32 | 0.006
3.5 8240 | 270 | 91 | 0.016 | 5090 170 | 56 | 0.017 | 4250 140 | 47 | 0.016 | 3150 42 35 | 0.007
4.0 7560 | 315 | 95 | 0.021 | 4620 190 | 58 | 0.021 | 3880 160 | 49 | 0.021 | 2940 42 37 | 0.007
4.5 6930 | 325 | 98 | 0.023 | 4200 | 195 | 59 | 0.023 | 3520 | 165 | 50 | 0.023 | 2630 47 37 | 0.009
5.0 6300 | 335 | 99 | 0.027 | 3780 | 200 | 59 | 0.026 | 3160 | 170 | 50 | 0.027 | 2320 53 36 | 0.011
5.5 5930 | 350 | 102| 0.030 | 3570 | 215 | 62 | 0.030 | 3000 180 | 52 | 0.030 | 2160 55 37 | 0.013
6.0 5560 | 370 | 105| 0.033 | 3360 | 230 | 63 | 0.034 | 2840 190 | 54 | 0.033 | 2000 58 38 | 0.015
6.5 5220 | 375 | 107 | 0.036 | 3150 | 225 | 64 | 0.036 | 2655 190 | 54 | 0.036 | 1920 63 39 | 0.016
7.0 4880 | 385 | 107 | 0.039 | 2940 | 220 | 65 | 0.037 | 2470 | 190 | 54 | 0.038 | 1840 68 | 40 | 0.018
7.5 4540 | 390 | 107 | 0.043 | 2730 | 215 | 64 | 0.039 | 2285 | 190 | 54 | 0.042 | 1760 74 | 41 | 0.021
8.0 4200 | 400 | 106| 0.048 | 2520 | 210 | 63 | 0.042 | 2100 190 | 53 | 0.045 | 1680 79 42 | 0.024
8.5 3965 385 | 106 | 0.049 | 2390 | 200 | 64 | 0.042 | 1995 185 | 53 | 0.046 | 1600 74 43 | 0.023
9.0 3730 | 375 | 105 | 0.050 | 2260 190 | 64 | 0.042 | 1890 180 | 53 | 0.048 | 1520 68 43 | 0.022
9.5 3495 | 355 | 104 | 0.051 | 2130 | 180 | 64 | 0.042 | 1785 | 175 | 53 | 0.049 | 1440 63 43 | 0.022
10.0 3260 | 345 | 102| 0.053 | 2000 | 170 | 63 | 0.043 | 1680 | 170 | 53 | 0.051 | 1360 63 43 | 0.023
10.5 3130 | 330 | 103 | 0.053 | 1920 160 | 63 | 0.042 | 1600 160 | 53 | 0.050 | 1310 61 43 | 0.023
11.0 3000 | 320 | 104 | 0.053 | 1840 150 | 64 | 0.041 | 1520 150 | 53 | 0.049 | 1260 58 44 | 0.023
11.5 2870 | 305 | 104 | 0.053 | 1760 140 | 64 | 0.040 | 1440 140 | 52 | 0.049 | 1210 58 44 | 0.024
12.0 2740 | 295 | 103 | 0.054 | 1680 | 135 | 63 | 0.040 | 1360 | 135 | 51 | 0.050 | 1160 58 | 44 | 0.025
13.0 2605 | 280 | 106 | 0.054 | 1600 | 130 | 65 | 0.041 | 1285 130 | 52 | 0.051 | 1095 55 45 | 0.025
14.0 2470 | 265 | 109| 0.054 | 1520 125 | 67 | 0.041 | 1210 125 | 53 | 0.052 | 1030 49 45 | 0.024
15.0 2335 | 245 | 110 0.052 | 1440 120 | 68 | 0.042 | 1135 120 | 53 | 0.053 965 45 45 | 0.023
16.0 2200 | 230 | 111 0.052 | 1360 115 | 68 | 0.042 | 1060 115 | 53 | 0.054 | 900 42 45 | 0.023
17.0 2070 | 215 | 111 0.052 | 1285 | 105 | 69 | 0.041 | 1005 | 105 | 54 | 0.052 | 845 39 | 45 | 0.023
18.0 1940 | 205 | 110| 0.053 | 1210 | 100 | 68 | 0.041 950 100 | 54 | 0.053 790 37 | 45 | 0.023
19.0 1810 190 | 108 | 0.052 | 1135 90 68 | 0.040 | 895 20 53 | 0.050 735 34 44 | 0.023
20.0 1680 180 | 106 | 0.054 | 1060 84 67 | 0.040 840 84 53 | 0.050 680 32 43 | 0.024
21.0 1615 170 | 107 | 0.053 | 1015 82 67 | 0.040 800 80 53 | 0.050 | 650 29 43 | 0.022
22.0 1550 | 165 | 107 | 0.053 | 970 80 67 | 0.041 775 76 54 | 0.049 | 620 27 | 43 | 0.022
23.0 1480 | 150 | 107 | 0.051 925 78 67 | 0.042 | 745 71 54 | 0.048 | 600 25 43 | 0.021
24.0 1425 140 | 107 | 0.049 | 885 76 67 | 0.043 715 67 54 | 0.047 570 23 43 | 0.020
25.0 1360 135 | 107 | 0.050 | 840 74 66 | 0.044 | 680 63 53 | 0.046 540 21 42 | 0.019
D>@3:0.5D
?1<D<@3:02D I API
D<@1:0.15D 7 ZWWWJé
— D>@1:005D
1.0D D<@1:0.02D 1.0D
RPM = rev./min.
FEED = mm/min.
Vc = m/min.
fz=mm/t
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 2 FLUTE LONG LENGTH

3125 &Sl m D2l e i Sl |

HS2SL ;..

. — %80 NON-ALLOYED STEELS 5
HWHI A& ALLOY STEELS - S&MALLOY STEELS 1AL
WORK MATERIAL 8% CAST IRON it 2488 HEAT RESISTANT STEELS HARDENED STEELS

HERE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55 @
HEE(STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm E X
FEDA) AR(0C) EEEMReM)  EYEE) THEEw 19RYR)  EEReeM)  #Ye) HEEw 19RYR)  EREBeeM)  EYeE) THEEW  19EYER) ﬁ G
N
1.0 3 16000 70 50 | 0.002 12800 60 40 | 0.002 8000 30 25 0.002 2h
1.0 4 16000 70 50 | 0.002 12800 60 40 | 0.002 8000 30 25 0.002 =
1.0 5 16000 70 50 | 0.002 12800 60 40 | 0.002 8000 30 25 0.002 o
1.0 6 14400 55 45 0.002 11520 50 36 | 0.002 7200 25 23 0.002
1.0 7 14400 55 45 0.002 11520 50 36 | 0.002 7200 25 23 0.002
1.0 8 14400 50 45 0.002 11520 45 36 | 0.002 7200 20 23 0.001
1.0 | 10 14400 50 45 0.002 11520 45 36 | 0.002 7200 20 23 0.001
1.0 | 12 12800 40 40 | 0.002 10240 35 32 | 0002 6400 15 20 | 0.001
1.2 4 13500 75 51 0.003 10800 65 4 0.003 6750 30 25 0.002
1.2 6 13500 75 51 0.003 10800 65 41 0.003 6750 30 25 0.002
1.2 8 12150 60 46 | 0.002 9720 50 37 | 0.003 6080 25 23 0.002
1.2 | 10 12150 55 46 | 0.002 9720 45 37 | 0.002 6080 20 23 0.002
1.2 | 12 12150 55 46 | 0.002 9720 45 37 | 0.002 6080 20 23 0.002
1.5 6 11200 80 53 0.004 8960 70 42 | 0.004 5600 30 26 0.003
1.5 8 10080 70 48 | 0.003 8060 60 38 | 0.004 5040 30 24 | 0.003
1.5 | 10 10080 65 48 | 0.003 8060 55 38 | 0.003 5040 25 24 | 0.002
1.5 | 12 10080 60 48 | 0.003 8060 50 38 | 0.003 5040 25 24 | 0.002
1.5 | 14 10080 60 48 | 0.003 8060 50 38 | 0.003 5040 25 24 | 0.002
15 | 16 8960 45 42 0.003 7170 40 34 | 0.003 4480 20 21 0.002
2.0 8 9070 85 57 | 0.005 7260 70 46 | 0.005 4540 35 29 0.004
20 | 10 9070 85 57 | 0.005 7260 70 46 | 0.005 4540 35 29 0.004
20 | 12 8160 70 51 0.004 6530 60 41 0.005 4090 30 26 0.004
20 | 14 8160 70 51 0.004 6530 60 41 0.005 4090 30 26 0.004
20 | 16 8160 60 51 0.004 6530 50 41 0.004 4090 25 26 | 0.003
25 | 10 7700 95 60 | 0.006 6200 80 49 | 0.006 3850 40 30 | 0.005
25 | 12 7700 95 60 | 0.006 6200 80 49 | 0.006 3850 40 30 | 0.005
25 | 16 6930 75 54 | 0.005 5580 65 44 | 0.006 3470 30 27 0.004
25 | 20 6930 70 54 | 0.005 5580 55 44 | 0.005 3470 30 27 0.004
25 | 26 6160 55 48 | 0.004 4960 45 39 | 0.005 3080 20 24 | 0.003
30 10 6350 100 60 | 0.008 5150 85 49 | 0.008 3170 40 30 | 0.006
3.0 | 12 6350 100 60 | 0.008 5150 85 49 | 0.008 3170 40 30 | 0.006
30 14 6350 100 60 | 0.008 5150 85 49 | 0.008 3170 40 30 | 0.006
3.0 | 16 5720 90 54 | 0.008 4640 75 44 | 0.008 2850 40 27 | 0.007
3.0 | 20 5720 80 54 | 0.007 4640 70 44 | 0.008 2850 35 27 | 0.006
3.0 | 26 5720 70 54 | 0.006 4640 60 44 | 0.006 2850 30 27 | 0.005
3.0 | 30 5720 70 54 | 0.006 4640 60 44 | 0.006 2850 30 27 | 0.005
40 12 5150 120 65 0.012 4100 100 52 | 0.012 2580 50 32 0.010
40 | 16 5150 120 65 0.012 4100 100 52 | 0012 2580 50 32 0.010
40 20 5150 120 65 0.012 4100 100 52 | 0012 2580 50 32 0.010
40 26 4640 95 58 | 0.010 3690 85 46 | 0012 2320 40 29 0.009
40 @ 30 4640 95 58 | 0.010 3690 85 46 | 0.012 2320 40 29 0.009
50 | 20 4400 150 69 | 0017 3480 125 55 0.018 2280 55 36 0.012
50 | 25 4400 150 69 | 0017 3480 125 55 0.018 2280 55 36 0.012
50 | 30 3960 120 62 0.015 3130 100 49 | 0016 2050 45 32 0.011
50 | 35 3960 120 62 0.015 3130 100 49 | 0016 2050 45 32 0.011
50 | 40 3960 110 62 0.014 3130 90 49 | 0014 2050 40 32 0.010
6.0 | 15 3800 180 72 0.024 3050 150 57 0.025 1970 70 37 0.018
6.0 | 20 3800 180 72 0.024 3050 150 57 0.025 1970 70 37 0.018
6.0 | 25 3800 180 72 0.024 3050 150 57 0.025 1970 70 37 0.018
6.0 | 30 3800 155 72 | 0.020 3050 130 57 0.021 1970 60 37 0.015
6.0 | 35 3420 140 64 | 0.020 2750 115 52 0.021 1770 55 33 0.016
6.0 | 40 3420 120 64 | 0018 2750 100 52 0.018 1770 50 33 0.014
6.0 | 45 3420 120 64 | 0018 2750 100 52 0.018 1770 50 33 0.014
80 @ 25 2880 190 72 | 0033 2280 150 57 | 0033 1510 70 38 | 0.023
80 | 30 2880 190 72 | 0033 2280 150 57 | 0033 1510 70 38 | 0.023
80 | 35 2880 190 72 | 0.033 2280 150 57 | 0033 1510 70 38 | 0.023
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 2 FLUTE LONG LENGTH

BEgI Ay I FrFIL
HS2SL .2

—}&# NON-ALLOYED STEELS ~
WOR*%'\ﬁ/'WERlAL HEMALLOY STEELS ﬂﬂﬂf lﬁ%r%égéfgﬁf ;?EELS HARDEﬁéJigTEELS

£58% CAST IRON

iSL HEE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
—l:, g B4 (STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?
e AEon) BRoe) EEEReM)  RYEE) REEw)  1BRYF)  EEHeew)  #UeED) THEEw WRYE) EESeeM)  RYeED)  (REEV)  19RYE)
;Z:lc:, ; 8.0 40 2880 160 72 0.028 2280 125 57 0.027 1510 60 38 0.020
Q 8.0 45 2590 145 65 0.028 2050 115 52 0.028 1360 55 34 0.020
= 8.0 50 2590 130 65 0.025 2050 100 52 0.024 1360 50 34 0.018
10.0 | 30 2450 190 77 0.039 2000 150 63 0.038 1210 70 38 0.029
10.0 | 35 2450 190 77 0.039 2000 150 63 0.038 1210 70 38 0.029
10.0 40 2450 190 77 0.039 2000 150 63 0.038 1210 70 38 0.029
10.0 45 2450 160 77 0.033 2000 125 63 0.031 1210 60 38 0.025
10.0 | 50 2450 160 77 0.033 2000 125 63 0.031 1210 60 38 0.025
10.0 | 55 2210 145 69 0.033 1800 115 57 0.032 1090 55 34 0.025
10.0 | 60 2210 130 69 0.029 1800 100 57 0.028 1090 50 34 0.023
12.0 35 2000 150 75 0.038 1670 135 63 0.040 1010 55 38 0.027
12.0 40 2000 150 75 0.038 1670 135 63 0.040 1010 55 38 0.027
12.0 | 45 2000 130 75 0.033 1670 115 63 0.034 1010 45 38 0.022
12.0 | 50 2000 130 75 0.033 1670 115 63 0.034 1010 45 38 0.022
12.0 | 55 2000 130 75 0.033 1670 115 63 0.034 1010 45 38 0.022
12.0 60 2000 110 75 0.028 1670 100 63 0.030 1010 40 38 0.020
12.0 65 1800 100 68 0.028 1500 920 57 0.030 910 35 34 0.019
120 | 70 1800 100 68 0.028 1500 90 57 0.030 910 35 34 0.019
14.0 | 50 1850 125 81 0.034 1480 100 65 0.034 910 45 40 0.025
14.0 | 60 1850 125 81 0.034 1480 100 65 0.034 910 45 40 0.025
16.0 40 1700 140 85 0.041 1280 105 64 0.041 800 50 40 0.031
16.0 50 1700 140 85 0.041 1280 105 64 0.041 800 50 40 0.031
16.0 | 60 1700 120 85 0.035 1280 90 64 0.035 800 40 40 0.025
16.0 | 70 1700 120 85 0.035 1280 90 64 0.035 800 40 40 0.025
16.0 80 1700 105 85 0.031 1280 80 64 0.031 800 35 40 0.022
16.0 20 1530 95 77 0.031 1150 70 58 0.030 720 30 36 0.021
16.0 | 110 1530 95 77 0.031 1150 70 58 0.030 720 30 36 0.021
16.0 | 120 1530 95 77 0.031 1150 70 58 0.030 720 30 36 0.021
18.0 | 50 1450 120 82 0.041 1120 90 63 0.040 700 40 40 0.029
18.0 70 1450 100 82 0.034 1120 75 63 0.033 700 35 40 0.025
18.0 | 100 1310 80 74 0.031 1000 60 57 0.030 630 30 36 0.024
20.0 50 1220 100 77 0.041 950 75 60 0.039 600 35 38 0.029
20.0 | 60 1220 100 77 0.041 950 75 60 0.039 600 35 38 0.029
20.0 | 70 1220 85 77 0.035 950 65 60 0.034 600 30 38 0.025
20.0 80 1220 85 77 0.035 950 65 60 0.034 600 30 38 0.025
20.0 920 1220 75 77 0.031 950 55 60 0.029 600 25 38 0.021
20.0 | 110 1100 70 69 0.032 860 50 54 0.029 540 25 34 0.023
20.0 | 120 1100 70 69 0.032 860 50 54 0.029 540 25 34 0.023
220 | 75 1100 75 76 0.034 840 55 58 0.033 550 30 38 0.027
22.0 | 110 1100 70 76 0.032 840 50 58 0.030 550 25 38 0.023
25.0 70 980 80 77 0.041 750 60 59 0.040 480 30 38 0.031
25.0 20 980 70 77 0.036 750 50 59 0.033 480 25 38 0.026
25.0 | 110 980 70 77 0.036 750 50 59 0.033 480 25 38 0.026
25.0 | 120 980 60 77 0.031 750 45 59 0.030 480 25 38 0.026
0.3 DI ApI
mevjé %JA
— D<@1:002D
1.0D D>@1:0.05D 1.0D
RPM = rev./min.
FEED = mm/min.
Vc=m/min.
fz=mm/t
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 2 FLUTE

HE2BRA TRV

HS2RS ;.2

- —H%8H NON-ALLOYED STEELS N

HWHI A& ALLOY STEELS e &8 ALLOY STEELS 1A

WORK MATERIAL 2% CAST IRON i 2488 HEAT RESISTANT STEELS HARDENED STEELS
FEFE(HARDNESS) ~HRC 35 HRC 35~ HRC 45 HRC 45 ~ HRC 55
FHRE(STRENGTH) ~1100N/mm:? 1100 ~ 1500N/mm: 1500 ~ 2000N/mm?

HEon) EFRLBS) EEzE Rev) %Y FED) YRIEE v 172Y(F) Apmm) BRI RPV) %Y FEED) THIEE Vo 102Y(F) Ap(mm) EERERPV) Y FED) W0 10#Y(F) Ap(mm)

0.1 0.3 50000 | 315 16 | 0.003 | 0.009 | 46200 | 230 15 |0.002 | 0.007 | 40600 | 170 13 |0.002 | 0.005
0.1 0.5 50000 | 315 16 | 0.003 | 0.006 | 46200 | 230 15 |0.002 | 0.005 | 40600 | 170 13 |0.002 | 0.004
0.1 1 45000 | 255 14 | 0.003 | 0.002 | 41580 | 185 13 | 0.002 | 0.002 | 36540 | 140 11 1 0.002 | 0.001
0.2 0.5 38500 | 380 24 |0.005|0.018 | 36300 | 270 23 |0.004 | 0.014 | 32100 | 200 20 |0.003 | 0.010
0.2 1 38500 | 380 24 |0.005|0.013 | 36300 | 270 23 |0.004|0.010 | 32100 | 200 20 |0.003 | 0.007
0.2 1.5 34650 | 310 22 | 0.004 | 0.007 | 32670 | 220 21 | 0.003 | 0.006 | 28890 | 160 18 | 0.003 | 0.004
0.2 2 34650 | 310 22 | 0.004 | 0.005| 32670 | 220 21 | 0.003 | 0.004 | 28890 | 160 18 | 0.003 | 0.003

I
4
s
o=
WA
N
»n -
=
™

0.3 1 34200 | 390 32 |0.006 | 0.019 | 32300 | 270 30 |0.004|0.015| 28500 | 230 27 10.004 | 0.011
0.3 1.5 34200 | 390 32 |0.006 | 0.019 | 32300 | 270 30 |0.004 | 0.015| 28500 | 230 27 |0.004 | 0.011
0.3 2 30780 | 315 29 |0.005|0.011 | 29070 | 220 27 |0.004 | 0.008 | 25650 | 185 24 | 0.004 | 0.006
0.3 2.5 30780 | 315 29 | 0.005 | 0.007 | 29070 | 220 27 | 0.004 | 0.005 | 25650 | 185 24 | 0.004 | 0.004
0.3 3 30780 | 315 29 | 0.005 | 0.007 | 29070 | 220 27 | 0.004 | 0.005 | 25650 | 185 24 | 0.004  0.004
0.3 4 27360 | 250 26 | 0.005| 0.004 | 25840 | 175 24 | 0.003 | 0.003 | 22800 | 145 21 | 0.003 | 0.002
0.3 5 20520 | 165 19 |0.004 | 0.003 | 19380 | 115 18 |0.003|0.002| 17100 | 95 16 | 0.003 | 0.002
0.4 1 27400 | 540 34 |0.010 | 0.036 | 25800 | 380 32 | 0.007 | 0.028 | 22800 | 280 29 |0.006  0.02

0.4 1.5 27400 | 540 34 | 0.010| 0.025 | 25800 | 380 32 | 0.007 | 0.020 | 22800 | 280 29 | 0.006 | 0.014
0.4 2 27400 | 540 34 | 0.010| 0.025 | 25800 | 380 32 | 0.007 | 0.020 | 22800 | 280 29 | 0.006 | 0.014
0.4 2.5 24660 | 435 31 |0.009 | 0.014 | 23220 | 310 29 |0.007 | 0.011 | 20520 | 225 26 | 0.005 | 0.008
0.4 3 24660 | 435 31 |0.009| 0.014| 23220 | 310 29 | 0.007 | 0.011 | 20520 | 225 26 | 0.005 | 0.008
0.4 4 24660 | 435 31 |0.009 | 0.009 23220 | 310 29 | 0.007 | 0.007 | 20520 | 225 26 | 0.005 | 0.005
0.4 5 21920 | 345 28 | 0.008 | 0.009 | 20640 | 245 26 | 0.006 | 0.007 | 18240 | 180 23 | 0.005 | 0.005
0.4 6 21920 | 345 28 | 0.008 | 0.005 | 20640 | 245 26 | 0.006 | 0.004 | 18240 | 180 23 | 0.005 | 0.003
0.4 8 16440 | 225 21 |0.007 | 0.004 | 15480 | 160 19 | 0.005 | 0.003 | 13680 | 120 17 | 0.004 | 0.002
0.4 10 8220 95 10 | 0.006 | 0.004 | 7740 70 10 | 0.005 | 0.003 6840 50 9 0.004 | 0.002
0.5 1 27400 | 540 43 |0.010 | 0.045 | 25800 | 425 41 |0.008 | 0.035 | 22800 | 285 36 | 0.006  0.025
0.5 1.5 27400 | 540 43 | 0.010 | 0.045 | 25800 | 425 41 | 0.008 | 0.035 | 22800 | 285 36 | 0.006  0.025
0.5 2 27400 | 540 43 |0.010|0.032 | 25800 | 425 41 | 0.008 | 0.025 | 22800 | 285 36 |0.006  0.018
0.5 25 27400 | 540 43 | 0.010| 0.032 | 25800 | 425 41 |0.008 | 0.025 | 22800 | 285 36 |0.006 | 0.018

0.5 3 24660 | 435 39 |0.009 | 0.018 | 23220 | 345 36 |0.007 | 0.014 | 20520 | 230 32 |0.006 | 0.010
0.5 4 24660 | 435 39 | 0.009 | 0.018 | 23220 | 345 36 | 0.007 | 0.014 | 20520 | 230 32 |0.006  0.010
0.5 5 24660 | 435 39 | 0.009| 0.011 | 23220 | 345 36 | 0.007 | 0.009 | 20520 | 230 32 | 0.006 | 0.006
0.5 6 21920 | 345 34 | 0.008 | 0.011| 20640 | 270 32 | 0.007 | 0.009 | 18240 | 180 29 | 0.005 | 0.006
0.5 8 16440 | 225 26 | 0.007 | 0.007 | 15480 | 180 24 | 0.006 | 0.005| 13680 | 120 21 | 0.004 | 0.004
0.5 10 16440 | 225 26 | 0.007 | 0.005 15480 | 180 24 | 0.006 | 0.004 | 13680 | 120 21 |0.004 | 0.003
0.5 12 8220 95 13 | 0.006  0.005| 7740 75 12 | 0.005 | 0.004 | 6840 50 11 | 0.004 | 0.003
0.5 14 8220 95 13 | 0.006  0.005| 7740 75 12 | 0.005 | 0.004 | 6840 50 11 | 0.004 | 0.003
0.5 16 2740 25 4 0.005 | 0.005 | 2580 20 4 0.004 | 0.004 | 2280 15 4 0.003 | 0.003
0.6 2 27400 | 775 52 |0.014 | 0.038 | 25800 | 545 49 |0.011|0.029 | 22800 | 405 43 | 0.009 | 0.021

0.6 3 27400 | 775 52 | 0.014| 0.038| 25800 | 545 49 |0.011|0.029 | 22800 | 405 43 | 0.009 | 0.021

0.6 4 24660 | 630 46 | 0013 0.022 | 23220 | 440 44 | 0.009 | 0.017 | 20520 | 330 39 | 0.008 | 0.012

0.6 5 24660 | 630 46 | 0.013| 0.014 | 23220 | 440 44 | 0.009 | 0.011 | 20520 | 330 39 | 0.008 | 0.008

0.6 6 24660 | 630 46 | 0.013| 0.014 | 23220 | 440 44 | 0.009 | 0.011 | 20520 | 330 39 | 0.008 | 0.008
39

0.6 8 21920 | 495 41 | 0.011| 0.008 20640 | 350 0.008 | 0.006 | 18240 | 260 34 | 0.007 | 0.005
0.6 10 16440 | 325 31 | 0.010|0.005| 15480 | 230 29 |0.007 | 0.004 | 13680 | 170 26 | 0.006 | 0.003
0.6 12 16440 | 325 31 |0.010 0.005 | 15480 | 230 29 |0.007 | 0.004 | 13680 | 170 26 | 0.006 | 0.003
0.6 14 8220 140 15 |0.009 | 0.005 | 7740 100 15 | 0.006 | 0.004 | 6840 75 13 | 0.005 | 0.003
0.6 16 8220 140 15 | 0.009 | 0.005| 7740 100 15 | 0.006 | 0.004 6840 75 13 | 0.005 | 0.003
0.7 2 27400 | 775 60 |0.014|0.063 | 25800 | 545 57 |0.011|0.049 | 22800 | 405 50 |0.009 | 0.035
0.7 4 24660 | 630 54 |0.013|0.025| 23220 | 440 51 |0.009 | 0.020 | 20520 | 330 45 |0.008 | 0.014
0.7 6 24660 | 630 54 ]0.013 | 0.016 | 23220 | 440 51 | 0.009 | 0.012 | 20520 | 330 45 | 0.008 | 0.009
0.7 8 21920 | 495 48 |0.011|0.016 | 20640 | 350 45 |0.008 | 0.012 | 18240 | 260 40 | 0.007 | 0.009
0.7 10 21920 | 495 48 | 0.011]0.009| 20640 | 350 45 | 0.008 | 0.007 | 18240 | 260 40 | 0.007 | 0.005
0.7 12 16440 | 325 36 |0.010 0.006 15480 | 230 34 |0.007 | 0.005 | 13680 | 170 30 | 0.006 | 0.004
0.8 2 27400 | 775 69 |0.014 | 0.072 | 25800 | 605 65 | 0.012|0.056 | 22800 | 450 57 |0.010 | 0.040
0.8 3 27400 | 775 69 | 0.014 | 0.050 | 25800 | 605 65 | 0.012 | 0.039 | 22800 | 450 57 |0.010| 0.028
0.8 4 27400 | 775 69 | 0.014 0.050 | 25800 | 605 65 | 0.012 | 0.039 | 22800 | 450 57 |0.010 | 0.028
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 2 FLUTE

BE2HATVRI
HS2RS %

—f%$A NON-ALLOYED STEELS PN
HH B2 ALLOY STEELS S&8#MALLOY STEELS 1EAS
WORK MATERIAL 2% CAST IRON i 2480 HEAT RESISTANT STEELS HARDENED STEELS
FEFE (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
4 (STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FEon) ETRLBS) EHEH RPV) %Y FEED) HHGEE (g 17D (F) Apmm) EIEEE RPM) Y (FEED) YRR Vo) 1TEY(F) Ap(mm) RS RPv) %Y FEED) YRGEE (o 1EY () Ap(mm)

0.8 5 24660 | 630 62 |0.013 | 0.029 | 23220 | 490 58 |0.0110.022 | 20520 | 365 52 |0.009 | 0.016
0.8 6 24660 | 630 62 |0.013 | 0.029 | 23220 | 490 58 |0.0110.022 | 20520 | 365 52 |0.009 | 0.016
0.8 8 24660 | 630 62 |0.013]0.018 | 23220 | 490 58 |0.011|0.014 | 20520 | 365 52 |0.009 | 0.010
0.8 10 21920 | 495 55 |0.011|0.018 | 20640 | 385 52 |0.009 | 0.014 | 18240 | 290 46 | 0.008 | 0.010
0.8 12 21920 | 495 55 |0.011|0.011 | 20640 | 385 52 | 0.009 | 0.008 | 18240 | 290 46 | 0.008 | 0.006
0.8 14 16440 | 325 41 | 0.010 | 0.007 | 15480 | 255 39 |0.008  0.006 13680 | 190 34 | 0.007 | 0.004
0.8 16 16440 | 325 41 | 0.010 | 0.007 | 15480 | 255 39 |0.008  0.006 | 13680 | 190 34 | 0.007 | 0.004

NI
<
Tm
=S
=3
T
Iz
&

1.0 22140 | 845 70 | 0.019| 0.036 | 20970 | 720 66 | 0.017| 0.028 | 18450 | 540 58 | 0.015| 0.020
1.0 22140 | 845 70 | 0.019| 0.036 | 20970 | 720 66 | 0.017| 0.028 | 18450 | 540 58 | 0.015| 0.020
1.0 22140 | 845 70 | 0.019| 0.036 | 20970 | 720 66 | 0.017 | 0.028 18450 | 540 58 | 0.015] 0.020
1.0 10 22140 | 845 70 | 0.019 0.023 | 20970 | 720 66 | 0.017 | 0.018 | 18450 | 540 58 | 0.015]| 0.013
1.0 12 19680 | 670 62 | 0.017 | 0.023 | 18640 | 570 59 | 0.015]/ 0.018| 16400 | 425 52 |0.013 |0.013
1.0 14 19680 | 670 62 |0.017 | 0.014 | 18640 | 570 0.015 | 0.011 | 16400 | 425 52 |0.013 | 0.008
1.0 16 14760 | 440 0.015 | 0.014 | 13980 | 375 0.013 | 0.011 | 12300 | 280 39 |0.011 | 0.008

46

1.0 18 14760 | 440 | 46 |0.015|0.009 | 13980 | 375 0.013 |/ 0.007 | 12300 | 280 | 39 |0.011 | 0.005
46
23

0.8 20 8220 | 140 21 |0.009 | 0.007 | 7740 | 110 19 | 0.007 | 0.006 | 6840 80 17 | 0.006 | 0.004
0.9 6 22140 | 575 63 | 0.013|0.032 | 20970 | 440 59 |0.010 0.025 | 18450 | 330 52 |0.009 | 0.018
0.9 8 22140 | 575 63 | 0.013]0.020 | 20970 | 440 59 |0.010| 0.016 | 18450 | 330 52 | 0.009 | 0.011
0.9 10 19680 | 455 56 | 0.012]0.020 | 18640 | 350 53 |0.009 | 0.016| 16400 | 260 | 46 | 0.008 | 0.011
1.0 2 24600 | 1045 | 77 | 0.021 | 0.090 | 23300 | 890 73 |0.019| 0.070 | 20500 | 665 64 | 0.016 | 0.050
1.0 3 24600 | 1045 | 77 | 0.021|0.090 | 23300 | 890 73 |0.019| 0.070 | 20500 | 665 64 | 0.016 | 0.050
1.0 4 24600 | 1045 | 77 | 0.021]0.063 | 23300 | 890 73 |0.019 | 0.049 | 20500 | 665 64 | 0.016 | 0.035
1.0 5 24600 | 1045 | 77 | 0.021 | 0.063 | 23300 | 890 73 |0.019]| 0.049 | 20500 | 665 64 | 0.016 | 0.035

6

7

8

1.0 20 14760 | 440 0.015 | 0.009 | 13980 | 375 0.013 | 0.007 | 12300 | 280 39 |0.011 | 0.005
1.0 22 7380 | 190 0.013 | 0.009 | 6990 160 0.011 | 0.007 | 6150 120 19 |0.010 | 0.005
1.0 26 7380 190 23 | 0.013 | 0.009 | 6990 160 22 |0.0110.007 | 6150 | 120 19 |0.010 | 0.005
1.0 30 7380 190 23 | 0.013 | 0.009 | 6990 160 22 |0.0110.007 | 6150 | 120 19 |0.010 | 0.005
1.0 40 2460 50 8 0.010 | 0.009 | 2330 45 7 0.010 | 0.007 | 2050 35 6 0.009 | 0.005
1.0 50 2460 50 8 0.010 | 0.006 | 2330 45 7 0.010 | 0.005 | 2050 35 6 0.009 | 0.003
1.2 4 21900 | 930 83 | 0.021 | 0.076 | 20700 | 720 78 |0.017 | 0.059 | 18200 | 485 69 | 0.013 | 0.042
1.2 6 21900 | 930 83 | 0.021 | 0.076 | 20700 | 720 78 | 0.017 | 0.059 | 18200 | 485 69 | 0.013 | 0.042
1.2 8 19710 | 755 74 |0.019| 0.043 | 18630 | 585 70 |0.016| 0.034 | 16380 | 395 62 | 0.012 | 0.024
1.2 10 19710 | 755 74 | 0.0190.027 | 18630 | 585 70 |0.016| 0.021 | 16380 | 395 62 |0.012 | 0.015
1.2 12 19710 | 755 74 | 0.019 0.027 | 18630 | 585 70 |0.016 | 0.021 | 16380 | 395 62 |0.012 ] 0.015
1.2 14 17520 | 595 66 | 0.017 | 0.027 | 16560 | 460 62 | 0.014| 0.021 | 14560 | 310 55 |0.011 ] 0.015
1.2 16 17520 | 595 66 | 0017 0.016 | 16560 | 460 62 | 0.014| 0.013 | 14560 | 310 55 | 0.011 | 0.009
1.2 20 13140 | 390 50 | 0.015| 0.011| 12420 | 300 47 |0.012] 0.008 | 10920 | 205 41 | 0.009 | 0.006
1.2 26 6570 165 25 | 0.013/ 0011 6210 130 23 | 0.010 | 0.008 5460 85 21 | 0.008 | 0.006
1.2 30 6570 165 25 | 0.013/0.011| 6210 130 23 | 0.010 | 0.008 5460 85 21 | 0.008 | 0.006

NRRR S

1.4 6 19200 | 815 84 | 0.021| 0.088 | 18100 | 570 80 | 0.016| 0.069 | 16000 | 425 70 | 0.013 | 0.049
1.4 8 17280 | 660 76 | 0.019| 0.050 | 16290 | 460 72 | 0.014| 0.039| 14400 | 345 63 | 0.012| 0.028
1.4 10 17280 | 660 76 | 0.019| 0.050 | 16290 | 460 72 | 0.014| 0.039 | 14400 | 345 63 | 0.012| 0.028
1.4 14 17280 | 660 76 | 0.019] 0.032| 16290 | 460 72 | 0.014] 0.025| 14400 | 345 63 | 0.012] 0.018
1.4 16 15360 | 520 68 | 0.017 | 0.032 14480 | 365 64 | 0.013]0.025| 12800 | 270 56 |0.011]0.018
1.4 20 15360 | 520 68 |0.017 | 0.019 | 14480 | 365 64 |0.013|0.015| 12800 | 270 56 |0.011|0.011

1.5 4 19200 | 905 90 |0.024 | 0.135 | 18100 | 635 85 |0.018 | 0.105 | 16000 | 475 75 |0.015 | 0.075
1.5 5 19200 | 905 90 |0.024|0.095| 18100 | 635 85 |0.018 | 0.074 | 16000 | 475 75 ]0.015 | 0.053
1.5 6 19200 | 905 90 |0.024|0.095| 18100 | 635 85 |0.018 | 0.074 | 16000 | 475 75 10.015 | 0.053
1.5 7 19200 | 905 90 |0.024|0.095| 18100 | 635 85 |0.018 | 0.074 | 16000 | 475 75 ]0.015 | 0.053
1.5 8 17280 | 735 81 |0.021 | 0.054 | 16290 | 515 77 |0.016 | 0.042 | 14400 | 385 68 | 0.013 | 0.030
1.5 10 17280 | 735 81 | 0.021 | 0.054 | 16290 | 515 77 |0.016 | 0.042 | 14400 | 385 68 | 0.013 | 0.030
1.5 12 17280 | 735 81 |0.021 | 0.054 | 16290 | 515 77 |0.016 | 0.042 14400 | 385 68 | 0.013 | 0.030
1.5 14 17280 | 735 81 |0.021|0.034 | 16290 | 515 77 |0.016 | 0.026 | 14400 | 385 68 | 0.013]0.019
1.5 16 15360 | 580 72 | 0.019 | 0.034 | 14480 | 405 68 | 0.014|0.026 | 12800 | 305 60 |0.012|0.019

18

15 15360 | 580 72 | 0.019| 0.034 | 14480 | 405 68 | 0.014 | 0.026 | 12800 | 305 60 | 0.012 | 0.019
1.5 20 15360 | 580 72 | 0.019] 0.020 | 14480 | 405 68 | 0.014 0.016 | 12800 | 305 60 | 0.012 ] 0.011
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 2 FLUTE

HE2BRA TRV

HS2RS ;.2

- —H%8H NON-ALLOYED STEELS 5.

HWHI A& ALLOY STEELS s &8 ALLOY STEELS 1A

WORK MATERIAL 2% CAST IRON i 2488 HEAT RESISTANT STEELS HARDENED STEELS
FEFE(HARDNESS) ~HRC 35 HRC 35~ HRC 45 HRC 45 ~ HRC 55
FHRE(STRENGTH) ~1100N/mm:? 1100 ~ 1500N/mm: 1500 ~ 2000N/mm?

HEon) EFRLBS) EEzE Rev) %Y FED) YRIEE Vo 172Y(F) Apmm) EERERPV) %Y FEED) IR Vo 102)(F) Ap(mm) EERE RPV) Y (ED) RS0 10#Y(F) Ap(mm)

1.5 22 15360 | 580 72 |0.019 | 0.020 | 14480 | 405 68 |0.014 | 0.016 | 12800 | 305 60 |0.012|0.011

1.5 26 11520 | 380 54 |0.016 | 0.014 | 10860 | 265 51 ]0.012 | 0.011 | 9600 | 200 45 | 0.010 | 0.008
1.5 30 11520 | 380 54 |0.016 | 0.014 | 10860 | 265 51 [0.012]0.011| 9600 | 200 45 | 0.010 | 0.008
1.6 8 17800 | 840 89 |0.024|0.101 | 16800 | 655 84 |0.019|0.078 | 14800 | 490 74 |0.017 | 0.056
1.6 10 16020 | 680 81 |0.021|0.058 | 15120 | 530 76 |0.018 |0.045 | 13320 | 395 67 |0.015] 0.032
1.6 12 16020 | 680 81 |0.021 | 0.058 | 15120 | 530 76 | 0.018 | 0.045 | 13320 | 395 67 |0.015| 0.032
1.6 16 16020 | 680 81 |0.0210.036 | 15120 | 530 76 |0.018 | 0.028 | 13320 | 395 67 |0.015| 0.020
1.6 20 14240 | 540 72 | 0.019 | 0.036 13440 | 420 68 | 0016|0028 | 11840 | 315 60 |0.013 | 0.020
1.8 8 17800 | 840 | 101 |0.024 | 0.113 | 16800 | 655 95 |0.019|0.088 | 14800 | 490 84 |0.017 | 0.063
1.8 10 16020 | 680 91 |0.021]0.065| 15120 | 530 86 | 0.018 | 0.050 | 13320 | 395 75 |0.015 | 0.036
1.8 12 16020 | 680 91 |0.021 | 0.065| 15120 | 530 86 | 0.018 | 0.050 | 13320 | 395 75 |0.015]| 0.036
1.8 16 16020 | 680 91 | 0.021| 0.041 | 15120 | 530 86 | 0.018 | 0.032 | 13320 | 395 75 |0.015]| 0.023
1.8 20 14240 | 540 81 |0.019| 0.041 | 13440 | 420 76 | 0016 0.032 | 11840 | 315 67 |0.013 | 0.023
2.0 6 14400 | 820 90 |0.028 0.180 | 13600 | 620 85 |0.023|0.140 | 12000 | 475 75 10.020 | 0.100
2.0 8 14400 | 820 90 |0.028 | 0.126 | 13600 | 620 85 | 0.023|0.098 | 12000 | 475 75 |0.020 | 0.070
2.0 10 14400 | 820 90 | 0.028 | 0.126 | 13600 | 620 85 | 0.023 | 0.098 | 12000 | 475 75 | 0.020 | 0.070
2.0 12 12960 | 665 81 | 0.026| 0.072 | 12240 | 500 77 | 0.020 | 0.056 | 10800 | 385 68 | 0.018 | 0.040
2.0 14 12960 | 665 81 |0.026| 0.072 | 12240 | 500 77 | 0.020 | 0.056 10800 | 385 68 | 0.018 | 0.040
2.0 16 12960 | 665 81 |0.026| 0.072 | 12240 | 500 77 | 0.020 | 0.056 | 10800 | 385 68 | 0.018 | 0.040
2.0 18 12960 | 665 81 |0.026 0.045 12240 | 500 77 | 0.020 | 0.035 | 10800 | 385 68 |0.018 | 0.025
2.0 20 12960 | 665 81 |0.026 | 0.045 | 12240 | 500 77 10.020 | 0.035 | 10800 | 385 68 |0.018 | 0.025
2.0 22 11520 | 525 72 |0.023 | 0.045 | 10880 | 395 68 |0.018 | 0.035| 9600 | 305 60 | 0.016 | 0.025
2.0 26 11520 | 525 72 |0.023 | 0.045| 10880 | 395 68 |0.018|0.035| 9600 | 305 60 | 0.016 | 0.025
2.0 30 11520 | 525 72 |0.023 | 0.027 | 10880 | 395 68 |0.018|0.021 | 9600 | 305 60 | 0.016 | 0.015
2.0 35 8640 | 345 54 ]0.020 0.018 | 8160 | 260 51 |0.016 0014 7200 | 200 45 |0.014 | 0.010
2.0 40 8640 | 345 54 |0.020 0.018 | 8160 | 260 51 |0.016 | 0.014 | 7200 | 200 45 |0.014 | 0.010
2.0 45 4320 150 27 |0.017 | 0.018 | 4080 110 26 | 0.013 | 0.014| 3600 85 23 |0.012 | 0.010
2.0 50 4320 150 27 |0.017 | 0.018 | 4080 110 26 |0.013]0.014| 3600 85 23 [0.012|0.010
2.0 60 4320 150 27 |0.017 | 0.018 | 4080 110 26 |0.013]0.014| 3600 85 23 |0.012 | 0.010
2.5 8 12300 | 970 97 10.039 0.158 | 11600 | 680 91 |0.029 | 0.123 | 10300 | 510 81 |0.025 | 0.088
2.5 10 12300 | 970 97 |0.039| 0.158 | 11600 | 680 91 |0.029 | 0.123 | 10300 | 510 81 |0.025 | 0.088
2.5 12 12300 | 970 97 |0.039| 0.158 | 11600 | 680 91 |0.029 | 0.123 | 10300 | 510 81 |0.025 | 0.088
2.5 14 11070 | 785 87 |0.035| 0.090 | 10440 | 550 82 |0.026 | 0.070 | 9270 | 415 73 ]0.022 | 0.050
25 16 11070 | 785 87 |0.035| 0.090 10440 | 550 82 |0.026|0.070 | 9270 | 415 73 |0.022 | 0.050
2.5 18 11070 | 785 87 |0.035| 0.090 | 10440 | 550 82 |0.026 | 0.070 | 9270 | 415 73 | 0.022 | 0.050
2.5 20 11070 | 785 87 | 0.035| 0.090 | 10440 | 550 82 | 0.026 | 0.070 | 9270 | 415 73 | 0.022 | 0.050
2.5 22 11070 | 785 87 |0.035| 0.056| 10440 | 550 82 | 0.026| 0.044 | 9270 | 415 73 | 0.022| 0.031

2.5 26 9840 | 620 77 10.032] 0.056| 9280 | 435 73 1 0.023|0.044 8240 | 325 65 | 0.020 | 0.031

2.5 30 9840 | 620 77 10.032] 0.056| 9280 | 435 73 | 0.023|0.044 | 8240 | 325 65 | 0.020 | 0.031

2.5 35 9840 | 620 77 |0.032| 0.034| 9280 | 435 73 |0.023| 0.026 | 8240 | 325 65 | 0.020| 0.019
2.5 40 7380 | 405 58 | 0.027 | 0.034| 6960 | 285 55 |0.020| 0.026 | 6180 | 215 49 |0.017] 0.019
2.5 45 7380 | 405 58 | 0.027 | 0.023| 6960 | 285 55 | 0.020| 0.018| 6180 | 215 49 |0.017] 0.013
2.5 50 7380 | 405 58 |0.027]0.023| 6960 | 285 55 |0.020 0.018| 6180 | 215 49 |0.017 | 0.013
3.0 6 10900 | 860 | 103 | 0.039|0.270 | 10300 | 605 97 10.029 | 0.210 | 6600 | 450 62 | 0.034 | 0.150
3.0 8 10900 | 860 | 103 | 0.039 | 0.270 | 10300 | 605 97 10.029 | 0.210 | 6600 | 450 62 |0.034 | 0.150
3.0 10 10900 | 860 | 103 | 0.039 | 0.189 | 10300 | 605 97 10.029 | 0.147 | 6600 | 450 62 |0.034 | 0.105
3.0 12 10900 | 860 | 103 | 0.039 | 0.189 | 10300 | 605 97 10.029 |0.147 | 6600 | 450 62 | 0.034 | 0.105
3.0 14 10900 | 860 | 103 | 0.039|0.189 | 10300 | 605 97 10.029|0.147 | 6600 | 450 62 | 0.034 | 0.105
3.0 16 9810 | 695 92 |0.035|0.108 | 9270 | 490 87 |0.026|0.084| 5940 | 365 56 | 0.031 | 0.060
3.0 18 9810 | 695 92 |0.035)0.108 | 9270 | 490 87 10.026 | 0.084 | 5940 | 365 56 | 0.031 | 0.060
3.0 20 9810 | 695 92 |0.035]0.108 | 9270 | 490 87 ]0.026 | 0.084 | 5940 | 365 56 |0.031 | 0.060
3.0 22 9810 | 695 92 |0.035|0.108 | 9270 | 490 87 |0.026 | 0.084 | 5940 | 365 56 |0.031 | 0.060
3.0 26 9810 | 695 92 |0.035|0.068 | 9270 | 490 87 |0.026 | 0.053 | 5940 | 365 56 |0.031 | 0.038
3.0 30 9810 | 695 92 |0.035|0.068| 9270 | 490 87 |0.026 | 0.053 | 5940 | 365 56 |0.031 | 0.038
3.0 35 8720 | 550 82 |0.032 0.068 | 8240 | 385 78 |0.023 | 0.053 | 5280 | 290 50 | 0.027 | 0.038
3.0 40 8720 | 550 82 | 0.032| 0.041 | 8240 | 385 78 10.023 | 0.032| 5280 | 290 50 | 0.027 | 0.023
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KKK sz on

CARBIDE, 2 FLUTE

I|Z&14 Recommended Cutting Conditions

BE 2RI TR
HS2RS .2

—#&# NON-ALLOYED STEELS PO
s B9 ALLOY STEELS - 22 ALLOY STEELS A
WORK MATERIAL S8k CAST IRON it 2486 HEAT RESISTANT STEELS HARDENED STEELS
BEFE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
S8 (STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm: 1500 ~ 2000N/mm:

FEoA) EFRBS) EHZEIRPV) Y FEED) THIRE Vo 19%Y(F) Apmm) [EER RPM) 3%Y (D) YRIER (o) 19%Y(F) Ap(mm) EBZEIRPV) 2V FEED) THIRE Vo 192Y(F2) Ap(mm)

3.0 45 8720 | 550 82 |0.032|0.041 | 8240 | 385 78 ]0.023 | 0.032| 5280 | 290 50 |0.027 | 0.023
3.0 50 6540 | 360 62 |0.028|0.027 | 6180 | 255 58 |0.021 | 0.021 | 3960 190 37 10.024 | 0.015
3.0 60 6540 | 360 62 |0.028|0.027| 6180 | 255 58 |0.021 | 0.021 | 3960 190 37 10.024 | 0.015
4.0 8 8000 | 1300 | 101 | 0.081 0360, 7600 | 1160| 96 |0.076 | 0.280 | 6700 | 770 84 | 0.057 | 0.200
4.0 10 8000 | 1300 | 101 | 0.081 | 0360, 7600 | 1160| 96 |0.076 | 0.280| 6700 | 770 84 | 0.057 | 0.200
4.0 12 8000 | 1300 | 101 | 0.081 | 0360, 7600 | 1160| 96 |0.076 | 0.280| 6700 | 770 84 | 0.057 | 0.200
4.0 14 8000 | 1300 | 101 |0.081|0.252| 7600 | 1160 96 |0.076|0.196| 6700 | 770 84 |0.057 | 0.140
4.0 16 8000 | 1300 | 101 |0.081|0.252| 7600 | 1160 96 | 0.076|0.196| 6700 | 770 84 |0.057 | 0.140
4.0 18 8000 | 1300 | 101 |0.081|0.252| 7600 | 1160| 96 |0.076|0.196| 6700 | 770 84 | 0.057 | 0.140
4.0 20 8000 | 1300 | 101 | 0.081 | 0252 | 7600 | 1160| 96 | 0.076 | 0.196| 6700 | 770 84 | 0.057 | 0.140
4.0 22 7200 | 1055| 90 | 0.073|0.144| 6840 | 940 86 |0.069 0.112| 6030 | 625 76 | 0.052 | 0.080
4.0 26 7200 | 1055| 90 | 0.073 | 0.144 | 6840 | 940 86 | 0069 |0.112| 6030 | 625 76 | 0.052 | 0.080
4.0 30 7200 | 1055| 90 | 0.073 | 0.144 | 6840 | 940 86 |0.069|0.112| 6030 | 625 76 | 0.052 | 0.080
4.0 35 7200 | 1055 | 90 | 0.073 | 0.090| 6840 | 940 86 | 0.069| 0.070| 6030 | 625 76 | 0.052 | 0.050
4.0 40 7200 | 1055| 90 | 0.073 | 0.090| 6840 | 940 86 | 0.069| 0.070| 6030 | 625 76 | 0.052 | 0.050
4.0 45 6400 | 830 80 | 0.065 0.090 | 6080 | 740 76 | 0.061| 0.070| 5360 | 495 67 | 0.046 | 0.050
4.0 50 6400 | 830 80 | 0.065| 0.090 6080 | 740 76 | 0.061|0.070| 5360 | 495 67 | 0.046 | 0.050
4.0 60 6400 | 830 80 | 0.065| 0.054 6080 | 740 76 | 0.061| 0.042| 5360 | 495 67 | 0.046 | 0.030
5.0 16 6400 | 1155 | 101 | 0.090 | 0.315| 6100 | 900 96 | 0.074| 0.245| 5400 | 605 85 | 0.056| 0.175
5.0 20 6400 | 1155 | 101 | 0.090 | 0.315| 6100 | 900 96 | 0.074| 0.245| 5400 | 605 85 |0.056 | 0.175
5.0 26 5760 | 935 90 |0.081]0.180| 5490 | 730 86 | 0.066 | 0.140 | 4860 | 490 76 |0.050 | 0.100
5.0 30 5760 | 935 90 |0.081]0.180| 5490 | 730 86 | 0.066 | 0.140 | 4860 | 490 76 | 0.050 | 0.100
5.0 35 5760 | 935 90 |0.081]0.180| 5490 | 730 86 | 0.066 | 0.140 | 4860 | 490 76 | 0.050 | 0.100
5.0 40 5760 | 935 90 |0.081|0.180 | 5490 | 730 86 | 0.066 0.140 | 4860 | 490 76 | 0.050 | 0.100
5.0 50 5760 | 935 90 |0.081|0.113 | 5490 | 730 86 | 0.066 0.088 | 4860 | 490 76 | 0.050 | 0.063
5.0 60 5120 | 740 80 |0.072]0.113| 4880 | 575 77 |0.059|0.088 | 4320 | 385 68 | 0.045 | 0.063
6.0 15 5300 | 1055| 100 | 0.100 | 0.540 | 5000 | 820 94 |0.082|0420| 4400 | 550 83 |0.063 | 0.300
6.0 20 5300 | 1055| 100 | 0.100 | 0.378 | 5000 | 820 94 |0.082|0.294 | 4400 | 550 83 |0.063 | 0.210
6.0 30 5300 | 1055 | 100 | 0.100 | 0.378 | 5000 | 820 94 |0.082 0.294 | 4400 | 550 83 | 0.063 | 0.210
6.0 32 4770 | 855 90 | 0.090 0.216 | 4500 | 665 85 |0.074 | 0.168 | 3960 | 445 75 | 0.056 | 0.120
8.0 25 4000 | 950 | 101 | 0.119|0.504 | 3800 | 750 96 |0.099|0392| 3300 | 500 83 | 0.076 | 0.280
8.0 30 4000 | 950 | 101 | 0.119|0.504 | 3800 | 750 96 |0.099 0392 3300 | 500 83 | 0.076 | 0.280
8.0 42 3600 | 770 90 | 0.107 | 0.288 | 3400 | 605 85 |0.089| 0.224 | 2950 | 405 74 | 0.069 | 0.160
10.0 30 3200 | 900 | 101 | 0.141 | 0.900 | 3050 | 680 96 | 0.111] 0.700 | 2630 | 400 83 | 0.076 | 0.500
10.0 35 3200 | 900 | 101 | 0.141 | 0.630| 3050 | 680 96 | 0.111] 0490 | 2630 | 400 83 | 0.076 | 0.350
10.0 45 3200 | 900 | 101 | 0.141 | 0630 3050 | 680 96 |0.111 0490 2630 | 400 83 | 0.076 | 0350
12.0 35 2650 | 800 | 100 | 0.151| 1.080 | 2520 | 600 95 |0.119/0.840 2180 | 350 82 | 0.080 | 0.600
12.0 40 2650 | 800 | 100 | 0.151| 0.756 | 2520 | 600 95 |0.119/ 0588 2180 | 350 82 | 0.080 | 0.420
12.0 50 2650 | 800 | 100 | 0.151] 0.756| 2520 | 600 95 | 0.119] 0.588 | 2180 | 350 82 | 0.080 | 0.420
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1[ElY5A= (Depth of Cut peronepass)  Ap Z
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DIA. = JJ{% Diameter
LBS = & T4 Length Below Shank

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

CARBIDE, 4 FLUTE

HEMA T FI IV

HS4SQ, HS4SA ::F

bl _ﬁiﬁggﬂ'\‘,;ﬁtg?(\;ﬁ%glgﬂs &8 ALLOY STEELS pEAWL | AR
WORK MATERIAL = S8 CAST IRON it 2488 HEAT RESISTANT STEELS STAINLESS STEELS HARDENED STEELS

HERE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 — HRC 45 ~ HRC 55 @
B4R (STRENGTH) ~1100N/mm? 1100 ~ 1500N/mm? = 1500 ~ 2000N/mm? E x
FI1E (DIAVETER) [ (Rev) Y FeeD) THigR N 1Y) (F2) WG (RPw) X&) FeED) TR 190V (o) VR Rew) %Y (PeeD) BB 14Y(Fe) [ (RP) 25 (PEED) YRR 12Y)(F2) ﬁ §
0.8 31250 | 235 | 79 | 0.002 | 18750 | 140 | 47 | 0.002 | 15630 | 120 | 39 | 0.002 | 12500 | 42 | 31 | 0.001 a L
0.9 29300 | 245 | 83 | 0.002 | 17580 | 145 | 50 | 0.002 | 14650 | 120 | 41 | 0.002 | 11720 | 42 33 | 0.001 T—i
1.0 26800 | 250 | 84 | 0.002 | 16080 | 150 | 51 | 0.002 | 13400 | 125 | 42 | 0.002 | 10720 | 47 | 34 | 0.001
1.2 22500 | 265 | 85 | 0.003 | 13500 | 160 | 51 | 0.003 | 11250 | 130 | 42 | 0.003 | 9000 47 34 | 0.001
1.5 18750 | 270 | 88 | 0.004 | 11250 | 165 | 53 | 0.004 | 9380 | 135 | 44 | 0.004 | 7500 | 47 | 35 | 0.002
2.0 14450 | 295 | 91 | 0.005 | 9450 180 | 59 | 0.005 7880 145 | 50 | 0.005 6300 53 40 | 0.002
2.5 12800 | 315 | 101 | 0.006 | 8200 | 195 | 64 | 0.006 | 6830 | 165 | 54 | 0.006 | 5250 58 | 41 | 0.003
3.0 11150 | 335 | 105 | 0.008 | 6950 | 210 | 66 | 0.008 | 5780 180 | 54 | 0.008 @ 4200 63 40 | 0.004
3.5 10300 | 465 |113|0.011 | 6360 | 290 | 70 | 0.011 | 5310 | 235 | 58 | 0.011 | 3940 | 63 | 43 | 0.004
4.0 9450 | 600 (119 0.016 | 5780 | 370 | 73 | 0.016 | 4850 | 295 | 61 | 0.015 | 3680 63 46 | 0.004
4.5 8660 | 615 |122|0.018 | 5250 | 375 | 74 | 0.018 | 4400 | 305 | 62 | 0.017 | 3290 70 | 47 | 0.005
5.0 7880 | 630 | 124 0.020 | 4730 | 380 | 74 | 0.020 | 3950 | 315 | 62 | 0.020 | 2900 75 46 | 0.006
5.5 7410 | 660 |128|0.022 | 4460 | 405 | 77 | 0.023 | 3750 | 330 | 65 | 0.022 | 2700 | 80 | 47 | 0.007
6.0 6950 | 695 131 0.025 | 4200 | 430 | 79 | 0.026 | 3550 | 345 | 67 | 0.024 | 2500 85 47 | 0.009
6.5 6530 | 710 |133|0.027 | 3940 | 425 | 80 | 0.027 | 3320 | 350 | 68 | 0.026 | 2400 | 95 | 49 | 0.010
7.0 6100 | 720 |134 | 0.030 | 3680 | 415 | 81 | 0.028 | 3090 | 355 | 68 | 0.029 | 2300 100 | 51 | 0.011
7.5 5680 | 735 |134 | 0.032 | 3410 | 410 | 80 | 0.030 | 2860 | 360 | 67 | 0.031 | 2200 110 | 52 | 0.013
8.0 5250 | 745 132 0.035 | 3150 | 400 | 79 | 0.032 | 2630 | 370 | 66 | 0.035 | 2100 115 | 53 | 0.014
8.5 4960 | 720 [132|0.036 | 2990 | 380 | 80 | 0.032 | 2490 | 355 | 66 | 0.036 A 2000 110 | 53 | 0.014
9.0 4660 | 695 |132 | 0.037 | 2830 | 355 | 80 | 0.031 | 2360 | 340 | 67 | 0.036 | 1900 | 105 | 54 | 0.014
9.5 4370 | 665 | 130 0.038 | 2660 | 335 | 79 | 0.031 | 2230 | 330 | 67 | 0.037 | 1800 100 | 54  0.014
10.0 4080 | 640 |128| 0.039 | 2500 | 315 | 79 | 0.032 | 2100 | 315 | 66 | 0.038 | 1700 | 95 | 53 | 0.014
10.5 3910 | 620 |129| 0.040 | 2400 | 305 | 79 | 0.032 | 2000 | 300 | 66 | 0.038 | 1640 95 54 | 0.014
11.0 3750 | 595 [ 130 0.040 | 2300 | 290 | 79 | 0.032 | 1900 | 285 | 66 | 0.038 | 1580 | 90 | 55 | 0.014
11.5 3590 | 570 | 130 | 0.040 | 2200 | 280 | 79 | 0.032 | 1800 | 270 | 65 | 0.038 1510 90 55 | 0.015
12.0 3430 | 545 [129 | 0.040 | 2100 | 265 | 79 | 0.032 | 1700 | 250 | 64 | 0.037 @ 1450 85 | 55 | 0.015
13.0 3260 | 520 | 133 | 0.040 | 2000 | 250 | 82 | 0.031 | 1620 | 240 | 66 | 0.037 @ 1370 80 56 | 0.015
14.0 3090 | 490 [136 | 0.040 | 1900 | 235 | 84 | 0.031 | 1540 | 230 | 68 | 0.037 | 1290 75 | 57 | 0.015
15.0 2920 | 460 (138 0.039 | 1800 | 225 | 85 | 0.031 | 1460 | 220 | 69 | 0.038 | 1210 70 57 | 0.014
16.0 2750 | 440 |[138|0.040 | 1700 | 215 | 85 | 0.032 | 1380 | 210 | 69 | 0.038 | 1130 | 65 | 57 | 0.014
17.0 2590 | 410 (138 0.040 | 1610 | 200 | 86 | 0.031 | 1290 | 200 | 69 | 0.039 | 1060 60 57 | 0.014
18.0 2430 | 385 |137|0.040 | 1510 | 190 | 85 | 0.031 | 1210 | 185 | 68 | 0.038 | 990 55 | 56 | 0.014
19.0 2260 | 360 | 135 0.040 | 1420 180 | 85 | 0.032 | 1130 175 | 67 | 0.039 920 47 55 | 0.013
20.0 2100 | 335 [132|0.040 | 1330 | 170 | 84 | 0.032 | 1050 | 160 | 66 | 0.038 | 850 42 | 53 | 0.012
21.0 2020 | 320 (133 0.040 | 1270 165 | 84 | 0.032 | 1010 150 | 67 | 0.037 820 42 54 | 0.013
22.0 1940 | 310 (134 |0.040 | 1220 | 160 | 84 | 0.033 | 970 145 | 67 | 0.037 | 780 39 | 54 | 0.013
23.0 1860 | 295 |134 | 0.040 | 1160 145 | 84 | 0.031 930 140 | 67 | 0.038 750 37 54 | 0.012
24.0 1780 | 280 134 |0.039 | 1110 | 140 | 84 | 0.032 | 890 130 | 67 | 0037 | 710 32 | 54 | 0.011
25.0 1700 | 265 |134 | 0.039 | 1050 135 | 82 | 0.032 850 125 | 67 | 0.037 680 32 53 | 0.012
1.0D
0.05D
RPM = rev./min.
FEED = mm/min.
Vc =m/min.
fz=mm/t
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 4 FLUTE LONG LENGTH

BEAMHIOIT IR

HS4SL .2

—H&E8 NON-ALLOYED STEELS A
HE A& ALLOY STEELS - &&8M ALLOY STEELS A
WORK MATERIAL 8% CAST IRON T 2488 HEAT RESISTANT STEELS HARDENED STEELS

§ BEFE(HARDNESS) ~HRC 35 HRC 35~ HRC 45 HRC 45 ~ HRC 55

AL g 34/ (STRENGTH) ~ 1100N/mm: 1100 ~ 1500N/mm: 1500 ~ 2000N/mm:

e AEEA) BRoo) EEAReW)  BUFED) THEEV) T8  EESEW)  BYED) REEw 19RYR) EEReew)  BVED) THEEY  19RYRA)

i3 1.0 3 19200 180 | 60 | 0002 | 10940 70 34 | 0.002 6720 35 21 | 0.001

Q 1.0 4 19200 180 | 60 | 0002 | 10940 70 34 | 0.002 6720 35 21 | 0.001

= 1.0 5 19200 180 | 60 | 0002 | 10940 70 34 | 0.002 6720 35 21 | 0.001
1.0 6 17280 145 | 54 | 0.002 9850 60 31 | 0.002 6050 30 19 | 0.001
1.0 7 17280 145 | 54 | 0.002 9850 60 31 | 0.002 6050 30 19 | 0.001
1.0 8 17280 130 | 54 | 0.002 9850 50 31 | 0.001 6050 25 19 | 0.001
1.0 | 10 | 17280 130 | 54 | 0002 9850 50 31 | 0001 6050 25 19 | 0.001
1.0 | 12 | 15360 100 | 48 | 0.002 8760 40 28 | 0.001 5380 20 17 | 0.001
1.2 4 16200 | 205 | 61 | 0.003 9230 80 35 | 0.002 5670 40 21 | 0.002
1.2 6 16200 | 205 | 61 | 0.003 9230 80 35 | 0.002 5670 40 21 | 0.002
1.2 8 14580 165 | 55 | 0.003 8310 65 31 | 0.002 5100 35 19 | 0.002
12 | 10 | 14580 145 | 55 | 0.002 8310 60 31 | 0.002 5100 30 19 | 0.001
1.2 | 12 | 14580 145 | 55 | 0.002 8310 60 31 | 0.002 5100 30 19 | 0.001
1.5 6 13800 | 215 | 65 | 0.004 7870 85 37 | 0.003 4830 45 23 | 0.002
1.5 8 12420 195 | 59 | 0.004 7080 80 33 | 0.003 4350 40 20 | 0.002
1.5 | 10 | 12420 175 | 59 | 0.004 7080 70 33 | 0.002 4350 35 20 | 0.002
1.5 | 12 | 12420 155 | 59 | 0.003 7080 60 33 | 0002 4350 30 20 | 0.002
1.5 | 14 | 12420 155 | 59 | 0.003 7080 60 33 | 0002 4350 30 20 | 0.002
1.5 | 16 | 11040 120 | 52 | 0.003 6290 50 30 | 0.002 3860 25 18 | 0.002
2.0 8 10580 | 240 | 66 | 0.006 6050 95 38 | 0.004 3780 55 24 | 0.004
20 | 10 | 10580 | 240 | 66 | 0.006 6050 95 38 | 0.004 3780 55 24 | 0.004
20 | 12 9530 195 | 60 | 0.005 5440 80 34 | 0004 3400 45 21 | 0.003
20 14 9530 195 | 60 | 0.005 5440 80 34 | 0004 3400 45 21 | 0.003
20 | 16 9530 175 | 60 | 0.005 5440 70 34 | 0.003 3400 40 21 | 0.003
25 | 10 8990 260 | 71 | 0.007 5170 110 | 41 | 0.005 3210 60 25 | 0.005
25 | 12 8990 260 | 71 | 0007 5170 110 | 41 | 0.005 3210 60 25 | 0.005
25 | 16 8090 210 | 64 | 0.006 4650 85 37 | 0.005 2890 50 23 | 0.004
25 | 20 8090 185 | 64 | 0.006 4650 80 37 | 0004 2890 45 23 | 0004
25 | 26 7200 145 | 57 | 0.005 4130 60 32 | 0004 2570 35 20 | 0.003
30 | 10 7400 275 | 70 | 0.009 4280 120 | 40 | 0.007 2640 65 25 | 0.006
30 | 12 7400 275 | 70 | 0.009 4280 120 | 40 | 0.007 2640 65 25 | 0.006
30 | 14 7400 275 | 70 | 0.009 4280 120 | 40 | 0.007 2640 65 25 | 0.006
30 | 16 6660 250 | 63 | 0.009 3860 110 | 36 | 0.007 2380 60 22 | 0.006
30 | 20 6660 225 | 63 | 0.008 3860 95 36 | 0.006 2380 55 22 | 0.006
30 | 26 6660 200 | 63 | 0.008 3860 85 36 | 0.006 2380 50 22 | 0.005
30 | 30 6660 200 | 63 | 0.008 3860 85 36 | 0.006 2380 50 22 | 0.005
40 12 6000 335 | 75 | 0014 3410 140 | 43 | 0010 2150 70 27 | 0.008
40 16 6000 335 | 75 | 0014 3410 140 | 43 | 0010 2150 70 27 | 0.008
40 | 20 6000 335 | 75 | 0014 3410 140 | 43 | 0010 2150 70 27 | 0.008
40 | 26 5400 270 | 68 | 0013 3070 110 | 39 | 0.009 1930 60 24 | 0.008
40 | 30 5400 270 | 68 | 0013 3070 110 | 39 | 0.009 1930 60 24 | 0.008
50 | 20 5120 430 | 80 | 0.021 2900 170 | 46 | 0015 1900 85 30 | 0011
50 | 25 5120 430 | 80 | 0.021 2900 170 | 46 | 0015 1900 85 30 | 0011
50 | 30 4610 350 | 72 | 0019 2610 135 | 41 | 0013 1710 70 27 | 0010
50 | 35 4610 350 | 72 | 0019 2610 135 | 41 | 0013 1710 70 27 | 0010
50 | 40 4610 310 | 72 | 0017 2610 120 | 41 | o001 1710 60 27 | 0.009
6.0 | 15 4420 515 | 83 | 0029 2520 215 | 48 | 0.021 1640 110 | 31 | 0017
6.0 | 20 4420 515 | 83 | 0029 2520 215 | 48 | 0.021 1640 110 | 31 | 0017
6.0 | 25 4420 515 | 83 | 0.029 2520 215 | 48 | 0.021 1640 110 | 31 | 0017
6.0 | 30 4420 440 | 83 | 0025 2520 185 | 48 | 0018 1640 90 31 | 0014
6.0 | 35 3970 3905 | 75 | 0025 2270 165 | 43 | 0018 1480 85 28 | 0014
6.0 | 40 3970 350 | 75 | 0022 2270 145 | 43 | 0016 1480 75 28 | 0013
6.0 | 45 3970 350 | 75 | 0022 2270 145 | 43 | 0016 1480 75 28 | 0013
80 | 25 3360 550 | 84 | 0.041 1900 215 | 48 | 0028 1260 110 | 32 | 0022
8.0 | 30 3360 550 | 84 | 0.041 1900 215 | 48 | 0028 1260 110 | 32 | 0022
80 | 35 3360 550 | 84 | 0.041 1900 215 | 48 | 0028 1260 110 | 32 | 0022
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 4 FLUTE LONG LENGTH

HEMMIOYIT IRV

HS4SL ;.7

" —fi&$8 NON-ALLOYED STEELS A
WOR%lgﬂjA%RIAL S&MALLOY STEELS ) iﬁ%&géﬁﬁf = HARDEﬁEADigTEELS

&% CAST IRON -
FEFEE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55 ¢}
B4 (STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm> 1500 ~ 2000N/mm? E I
HEen) ARLoe) EEHEew) BYFED) THEEwW 10RYE) EEReew)  BYeED) TEEEw 19EYR) EEMeew)  BYEEED) THEEW  19RYE) ﬁ G
2
8.0 | 40 3360 470 84 | 0.035 1900 185 48 | 0.024 1260 90 32 0.018 20
80 | 45 3020 420 76 | 0.035 1710 165 43 0.024 1130 85 28 | 0019 =
8.0 50 3020 375 76 | 0.031 1710 145 43 0.021 1130 75 28 | 0017 0
10.0 | 30 2820 550 89 | 0.049 1640 215 52 | 0033 1010 110 32 0.027
10.0 | 35 2820 550 89 | 0.049 1640 215 52 | 0.033 1010 110 32 0.027
10.0 | 40 2820 550 89 | 0.049 1640 215 52 | 0.033 1010 110 32 0.027
10.0 | 45 2820 470 89 | 0.042 1640 185 52 | 0.028 1010 90 32 0.022
10.0 | 50 2820 470 89 | 0.042 1640 185 52 | 0.028 1010 90 32 0.022
10.0 | 55 2540 420 80 | 0.041 1480 165 46 | 0.028 910 85 29 | 0.023
10.0 | 60 2540 375 80 | 0.037 1480 145 46 | 0.024 910 75 29 | 0.021
12.0 | 35 2300 430 87 0.047 1390 190 52 0.034 840 85 32 0.025
12.0 | 40 2300 430 87 0.047 1390 190 52 0.034 840 85 32 0.025
12.0 | 45 2300 365 87 | 0.040 1390 165 52 0.030 840 70 32 0.021
12.0 | 50 2300 365 87 | 0.040 1390 165 52 0.030 840 70 32 0.021
12.0 | 55 2300 365 87 | 0.040 1390 165 52 0.030 840 70 32 0.021
12.0 | 60 2300 325 87 | 0.035 1390 145 52 0.026 840 65 32 0.019
12.0 | 65 2070 290 78 | 0.035 1250 130 47 0.026 760 55 29 | 0018
12.0 | 70 2070 290 78 | 0.035 1250 130 47 0.026 760 55 29 | 0018
14.0 | 50 2120 345 93 0.041 1230 145 54 | 0.029 760 65 33 0.021
140 | 60 2120 345 93 0.041 1230 145 54 | 0.029 760 65 33 0.021
16.0 | 40 1940 385 98 | 0.050 1070 150 54 | 0.035 670 70 34 | 0026
16.0 | 50 1940 385 98 | 0.050 1070 150 54 | 0.035 670 70 34 | 0026
16.0 | 60 1940 325 98 | 0.042 1070 130 54 | 0.30 670 60 34 | 0022
16.0 | 70 1940 325 98 | 0.042 1070 130 54 | 0.030 670 60 34 | 0.022
16.0 | 80 1940 290 98 | 0.037 1070 115 54 | 0.027 670 55 34 | 0.021
16.0 | 90 1750 260 88 | 0.037 960 100 48 | 0.026 600 50 30 0.021
16.0 | 110 1750 260 88 | 0.037 960 100 48 | 0.026 600 50 30 | 0.021
16.0 | 120 1750 260 88 | 0.037 960 100 48 | 0.026 600 50 30 | 0.021
18.0 | 50 1680 330 95 0.049 940 130 53 0.035 590 65 33 0.028
18.0 | 70 1680 280 95 0.042 940 110 53 0.029 590 55 33 0.023
18.0 | 100 1510 225 85 0.037 850 85 48 | 0.025 530 45 30 | 0.021
20.0 | 50 1420 275 89 | 0.048 820 110 52 | 0.034 500 55 31 0.028
20.0 | 60 1420 275 89 | 0048 820 110 52 0.034 500 55 31 0.028
200 | 70 1420 235 89 | 0.041 820 90 52 0.027 500 45 31 0.023
20.0 | 80 1420 235 89 | 0.041 820 90 52 0.027 500 45 31 0.023
20.0 | 90 1420 205 89 | 0.036 820 80 52 0.024 500 40 31 0.020
20.0 | 110 1270 185 80 | 0.036 730 75 46 | 0.026 450 35 28 | 0019
20.0 | 120 1270 185 80 | 0.036 730 75 46 | 0.026 450 35 28 | 0019
220 | 75 1260 205 87 | 0.041 820 90 57 | 0.027 500 45 35 0.023
22,0 | 110 1260 180 87 | 0.036 820 80 57 | 0024 500 40 35 0.020
250 | 70 1100 215 86 | 0.049 820 110 64 | 0034 500 55 39 | 0.028
25.0 | 90 1100 185 86 | 0.042 820 90 64 | 0.027 500 45 39 | 0023
25.0 | 110 1100 185 86 | 0.042 820 90 64 | 0.027 500 45 39 0.023
25.0 | 120 1100 160 86 | 0.036 820 80 64 | 0.024 500 40 39 0.020
2.0DI 2.0{
0.05D 0.02D
RPM = rev./min.
FEED = mm/min.
Ve =m/min.
fz=mm/t
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 4 FLUTE

HBEAMI TRV

HS4RS :..F

—A%88 NON-ALLOYED STEELS A
HWE A6 ALLOY STEELS - S&8M ALLOY STEELS 1A
WORK MATERIAL 9% CAST IRON it 2488 HEAT RESISTANT STEELS HARDENED STEELS

%L HBE (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55

-lz g MR (STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

é"l,'ﬁ' HEn) EFRBS) EHEH RPV) Y FeeD) YEIEE (0 192Y(F) Ae(mm) [EEEE RPM) Y (EED) YRR VG 1938Y () Aemm) EREMRRV) Y FeD) YRR (0 192Y(F) Ae(mm)

2 1.0 2 | 22000 | 310 | 69 |0.004|0.021 | 13500 | 180 | 42 |0.003 |0.016| 8500 | 50 | 27 |0.0010.013

g 1.0 3 22000 | 310 | 69 |0.004 0.021| 13500 | 180 | 42 |0.003  0.016 | 8500 50 27 |0.001 | 0.013
1.0 | 4 | 22000 310 | 69 |0.004 | 0.015| 13500 | 180 | 42 |0.003 0.011| 8500 | 50 | 27 |0.001  0.009
1.0 5 22000 | 310 | 69 |0.004 0.015| 13500 | 180 | 42 |0.003  0.011 | 8500 50 27 |0.001 | 0.009
10 | 6 | 19800 | 250 | 62 |0.003|0.008| 12150 | 145 | 38 |0.003 0.006 7650 | 40 | 24 |0.001 | 0.005
1.0 7 19800 | 250 | 62 |0.003 | 0.008 | 12150 | 145 38 |0.003 | 0.006 | 7650 40 24 |0.001 | 0.005
1.0 | 8 | 19800 | 250 | 62 |0.003|0.008 | 12150 | 145 | 38 |0.003 0.006 7650 | 40 | 24 |0.001 | 0.005
1.0 10 | 19800 | 250 | 62 |0.003|0.005 | 12150 | 145 38 |0.003 | 0.004 | 7650 40 24 |0.001 | 0.003
1.0 | 12 | 17600 | 200 | 55 |0.003 |0.005| 10800 | 115 | 34 |0.003 0.004 | 6800 | 30 | 21 |0.001 |0.003
1.0 14 | 17600 | 200 | 55 |0.003|0.003 | 10800 | 115 34 |0.003 | 0.002 | 6800 30 21 |0.001 | 0.002
1.0 | 16 | 13200 | 130 | 41 |0.002|0.003 | 8100 | 75 | 25 |0.002 0002 | 5100 | 20 | 16 |0.001 |0.002
1.0 18 13200 | 130 | 41 |0.002 | 0.002 | 8100 75 25 |0.002 | 0.002 | 5100 20 16 | 0.001 | 0.001
1.0 | 20 | 13200 | 130 | 41 |0.002|0.002| 8100 | 75 | 25 |0.002 0.002| 5100 | 20 | 16 |0.001 0.001
1.0 22 6600 55 21 |0.002 | 0.002 | 4050 30 13 |0.002 | 0.002 | 2550 10 8 0.001 | 0.001
10 | 26 | 6600 | 55 | 21 |0.002|0.002| 4050 | 30 | 13 |0.0020.002| 2550 | 10 8 0.001 | 0.001
1.0 30 6600 55 21 |0.002 | 0.002 | 4050 30 13 | 0.002 | 0.002 | 2550 10 8 0.001 | 0.001
1.0 | 40 | 2200 | 15 7 0002 0002 | 1350 | 10 4 0002 0002 850 5 3 0001 | 0.001
1.0 50 2200 15 7 10.002 | 0.002 | 1350 10 4 0.002 | 0.002 850 5 3 0.001 | 0.001
1.2 4 | 19500 | 315 | 74 |0.004|0.018 | 12100 | 185 | 46 |0.004|0.013 | 7500 | 50 | 28 |0.002 |0.011
1.2 6 | 19500 | 315 | 74 |0.004 0.018 | 12100 | 185 | 46 |0.004|0.013 | 7500 | 50 | 28 |0.002 0.011
1.2 | 8 | 17550 | 255 | 66 |0.004|0.010| 10890 | 150 | 41 |0.003 0.008| 6750 | 40 | 25 |0.001  0.006
1.2 | 10 | 17550 | 255 | 66 | 0.004 0.006 | 10890 | 150 | 41 |0.003|0.005| 6750 | 40 | 25 |0.001 | 0.004
1.2 | 12 | 17550 | 255 | 66 |0.004|0.006 | 10890 | 150 | 41 |0.003 0.005| 6750 | 40 | 25 |0.001 0.004

1.2 14 15600 | 200 59 |0.003 | 0.006 9680 120 36 | 0.003 | 0.005 | 6000 30 23 |0.001 | 0.004
1.2 16 15600 | 200 59 |0.003 | 0.004 | 9680 120 36 | 0.003|0.003| 6000 30 23 | 0.001 | 0.002
1.2 20 11700 | 130 44 |0.003 | 0.003 | 7260 80 27 |0.003 | 0.002 | 4500 20 17 | 0.001 | 0.002
1.2 26 5850 55 22 |0.002 | 0.003| 3630 35 14 |0.002 | 0.002 2250 10 8 0.001 | 0.002
1.2 30 5850 55 22 |0.002 | 0.003 | 3630 35 14 | 0.002 | 0.002 | 2250 10 8 0.001 | 0.002
1.5 4 17000 | 320 80 |0.005|0.032| 10700 | 190 50 |0.004 |0.024 | 6500 50 31 |0.002 | 0.019
1.5 5 17000 | 320 80 |0.0050.022 | 10700 | 190 50 |0.004 | 0.017 | 6500 50 31 |0.002  0.013
1.5 6 17000 | 320 80 |0.005|0.022 | 10700 | 190 50 |0.004 |0.017 | 6500 50 31 |0.002 | 0.013
15 7 17000 | 320 80 |0.0050.022 | 10700 | 190 50 |0.004  0.017 | 6500 50 31 |0.002 | 0.013
1.5 8 15300 | 260 72 |0.004 | 0.013 | 9630 155 45 |0.004 | 0.009 | 5850 40 28 |0.002 | 0.008
1.5 10 15300 | 260 72 |0.004 | 0.013 | 9630 155 45 | 0.004 | 0.009 | 5850 40 28 | 0.002 | 0.008
1.5 12 15300 | 260 72 |0.004 | 0.013 | 9630 155 45 |0.004 | 0.009 | 5850 40 28 |0.002 | 0.008
1.5 14 15300 | 260 72 |0.004 | 0.008 | 9630 155 45 |0.004 | 0.006 | 5850 40 28 | 0.002 | 0.005
1.5 16 13600 | 205 64 |0.004 | 0.008 8560 120 40 |0.004  0.006 | 5200 30 25 |0.001 | 0.005
1.5 18 13600 | 205 64 | 0.004 | 0.008 | 8560 120 40 |0.004 | 0.006 | 5200 30 25 |0.001 | 0.005
1.5 20 13600 | 205 64 |0.004 | 0.005 8560 120 40 |0.004 | 0.004 | 5200 30 25 |0.001 | 0.003
1.5 22 13600 | 205 64 | 0.004 | 0.005 | 8560 120 40 |0.004 | 0.004 | 5200 30 25 |0.001 | 0.003
1.5 26 10200 | 135 48 |0.003 | 0.003 | 6420 80 30 |0.003 |0.002 3900 20 18 |0.001 | 0.002
1.5 30 10200 | 135 48 |0.003 | 0.003 | 6420 80 30 |0.003 |0.002 | 3900 20 18 |0.001 | 0.002
2.0 6 13900 | 330 87 |0.006 | 0.042 | 9070 | 200 57 |0.006 | 0.032 | 6000 60 38 |0.003 | 0.025
2.0 8 13900 | 330 87 |0.006 | 0.029 | 9070 | 200 57 |0.006 | 0.022 | 6000 60 38 |0.003 0.018
2.0 10 13900 | 330 87 |0.006 | 0.029 | 9070 | 200 57 |0.006 | 0.022 | 6000 60 38 |0.003|0.018
2.0 12 12510 | 265 79 |0.005 0.017 | 8160 160 51 | 0.005|0.013 | 5400 50 34 | 0.002 | 0.010
2.0 16 12510 | 265 79 |0.005|0.017 | 8160 160 51 |0.005 | 0.013 | 5400 50 34 |0.002  0.010
2.0 18 12510 | 265 79 |0.005 0011 | 8160 160 51 | 0.005 | 0.008 | 5400 50 34 | 0.002 | 0.006
2.0 20 12510 | 265 79 |0.005|0.011 | 8160 160 51 |0.005 | 0.008 | 5400 50 34 |0.002 | 0.006
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 4 FLUTE

HEMA T FI IV

HS4RS .2

- —f&88 NON-ALLOYED STEELS o,

HWHI A& ALLOY STEELS S48 ALLOY STEELS KEASH

WORK MATERIAL 9% CAST IRON {2488 HEAT RESISTANT STEELS HARDENED STEELS
B[ (HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
3E(STRENGTH) ~ 1100N/mm? 1100 ~ 1500N/mm? 1500 ~ 2000N/mm?

FRDA) ETRLBS) [ RPV) &Y FED) TR\ 10EY(F) Ae(mm) Bz RM) %Y FEED) TR Q) 17&EY(F) Ae(mm) EESRPM) %Y FEED) TRIEE Vo) 17%Y(F) Ae(mm)

2.0 22 11120 | 210 70 |0.005|0.011 | 7260 130 46 | 0.004 | 0.008 | 4800 40 30 |0.002 | 0.006
2.0 26 11120 | 210 70 |0.005|0.011| 7260 130 46 | 0.004 | 0.008 | 4800 40 30 |0.002 | 0.006
2.0 30 11120 | 210 70 | 0.005 | 0.006 | 7260 130 46 | 0.004 | 0.005 | 4800 40 30 | 0.002 | 0.004
2.0 35 8340 140 52 | 0.004 | 0.004 | 5440 85 34 | 0.004 | 0.003 | 3600 25 23 | 0.002 | 0.003
2.0 40 8340 140 52 |0.004 | 0.004 | 5440 85 34 |0.004 | 0.003 | 3600 25 23 | 0.002 | 0.003
2.0 45 4170 60 26 | 0.004 | 0.004 | 2720 35 17 ]0.003 | 0.003 | 1800 10 11 |0.001 | 0.003
2.0 50 4170 60 26 |0.004 | 0.004 | 2720 35 17 |0.003 | 0.003 | 1800 10 11 | 0.001 | 0.003
2.0 60 4170 60 26 | 0.004 | 0.004 | 2720 35 17 |0.003  0.003 1800 10 11 |0.001 | 0.003
2.5 8 12000 | 350 94 |0.007 | 0.037 | 7600 | 220 60 |0.007 | 0.028 | 4500 60 35 |0.003 | 0.022
25 10 12000 | 350 94 |0.007 | 0.037 | 7600 | 220 60 |0.007 | 0.028 | 4500 60 35 | 0.003 | 0.022
2.5 12 12000 | 350 94 | 0.007 | 0.037 | 7600 | 220 60 |0.007 | 0.028 | 4500 60 35 |0.003 | 0.022
2.5 14 10800 | 285 85 |0.007 | 0.021 | 6840 180 54 |0.007 | 0.016 | 4050 50 32 | 0.003 | 0.013
2.5 16 10800 | 285 85 |0.007 | 0.021 | 6840 180 54 |0.007 | 0.016 | 4050 50 32 |0.003  0.013
2.5 18 10800 | 285 85 |0.007 | 0.021 | 6840 180 54 |0.007 | 0.016 | 4050 50 32 | 0.003 | 0.013
2.5 20 10800 | 285 85 |0.007 | 0.021 | 6840 180 54 |0.007 | 0.016 | 4050 50 32 |0.003  0.013
2.5 22 10800 | 285 85 |0.007 | 0.013 | 6840 180 54 |0.007 | 0.010 | 4050 50 32 | 0.003 | 0.008
2.5 26 9600 | 225 75 |0.006 0.013 | 6080 140 48 |0.006 | 0.010 | 3600 40 28 | 0.003 | 0.008
25 30 9600 | 225 75 |0.006 | 0.013 | 6080 140 48 |0.006 0.010 | 3600 40 28 |0.003 | 0.008
2.5 35 9600 | 225 75 | 0.006 | 0.008 | 6080 140 48 | 0.006 | 0.006 | 3600 40 28 | 0.003 | 0.005
2.5 40 7200 145 57 |0.005 | 0.008 4560 920 36 |0.005|0.006 | 2700 25 21 |0.002 | 0.005
2.5 45 7200 145 57 |0.005 | 0.005| 4560 20 36 | 0.005|0.004 | 2700 25 21 |0.002 | 0.003
2.5 50 7200 145 57 |0.005 | 0.005 | 4560 90 36 |0.005 | 0.004 2700 25 21 | 0.002 | 0.003
3.0 6 10700 | 380 | 101 | 0.009 0.063 | 6670 | 240 63 | 0.009 | 0.047 | 4030 70 38 | 0.004 | 0.038
3.0 8 10700 | 380 | 101 | 0.009  0.063 | 6670 | 240 63 | 0.009 | 0.047 | 4030 70 38 | 0.004 | 0.038
3.0 10 10700 | 380 | 101 | 0.009 0.044 | 6670 | 240 63 |0.009 | 0.033 | 4030 70 38 | 0.004 | 0.026
3.0 12 10700 | 380 | 101 | 0.009  0.044 | 6670 | 240 63 | 0.009 | 0.033 | 4030 70 38 | 0.004 | 0.026
3.0 14 10700 | 380 | 101 | 0.009 0.044 | 6670 | 240 63 |0.009 | 0.033 | 4030 70 38 | 0.004 | 0.026
3.0 16 9630 | 310 91 |0.008 | 0.025 | 6000 195 57 10.008 | 0.019 | 3630 55 34 |0.004  0.015
3.0 18 9630 | 310 91 |0.008 | 0.025 | 6000 195 57 ]0.008 | 0.019 | 3630 55 34 | 0.004 | 0.015
3.0 20 9630 | 310 91 |0.008 | 0.025 | 6000 195 57 |0.008 | 0.019 | 3630 55 34 |0.004  0.015
3.0 22 9630 | 310 91 |0.008 | 0.025 | 6000 195 57 10.008 | 0.019 | 3630 55 34 | 0.004 | 0.015
3.0 26 9630 | 310 91 |0.008 | 0.016 | 6000 195 57 |0.008 | 0.012 | 3630 55 34 | 0.004 | 0.009
3.0 30 9630 | 310 91 |0.008 | 0.016 | 6000 195 57 10.008 | 0.012| 3630 55 34 | 0.004 | 0.009
3.0 35 8560 | 245 81 |0.007 | 0.016 | 5340 155 50 |0.007 |0.012 | 3220 45 30 |0.003 | 0.009
3.0 40 8560 | 245 81 |0.007 | 0.009 | 5340 155 50 |0.007 | 0.007 | 3220 45 30 | 0.003 | 0.006
3.0 45 8560 | 245 81 |0.007 | 0.009 | 5340 155 50 |0.007 |0.007 | 3220 45 30 |0.003 | 0.006
3.0 50 6420 160 61 |0.006 | 0.006 | 4000 100 38 |0.006 | 0.005 | 2420 30 23 |0.003 | 0.004
3.0 60 6420 160 61 | 0.006 | 0.006 | 4000 100 38 |0.006 | 0.005 | 2420 30 23 | 0.003 | 0.004
4.0 8 9070 | 680 | 114 | 0.019 |0.084 | 5540 | 420 70 |0.019 |0.063 | 3530 70 44 | 0.005 | 0.050
4.0 10 9070 | 680 | 114 | 0.019 | 0.084 | 5540 | 420 70 |0.019 |0.063 | 3530 70 44 | 0.005 | 0.050
4.0 12 9070 | 680 | 114 | 0.019 |0.084 | 5540 | 420 70 |0.019 |0.063 | 3530 70 44 | 0.005 | 0.050
4.0 14 9070 | 680 | 114 | 0.019 | 0.059 | 5540 | 420 70 |0.019 |0.044 | 3530 70 44 | 0.005 | 0.035
4.0 16 9070 | 680 | 114 | 0.019 |0.059 | 5540 | 420 70 |0.019 |0.044 | 3530 70 44 | 0.005 | 0.035
4.0 18 9070 | 680 | 114 | 0.019 | 0.059 | 5540 | 420 70 |0.019|0.044 | 3530 70 44 | 0.005 | 0.035
4.0 20 9070 | 680 | 114 | 0.019 | 0.059 | 5540 | 420 70 |0.019 | 0.044 | 3530 70 44 | 0.005 | 0.035
4.0 22 8160 | 550 | 103 |0.017 | 0.034 | 4990 | 340 63 |0.017]0.025| 3180 55 40 | 0.004 | 0.020
4.0 26 8160 | 550 | 103 | 0.017 | 0.034 | 4990 | 340 63 |0.017|0.025| 3180 55 40 | 0.004 | 0.020
4.0 30 8160 | 550 | 103 |0.017 | 0.034 | 4990 | 340 63 |0.017]0.025| 3180 55 40 | 0.004 | 0.020
4.0 35 8160 | 550 | 103 | 0.017 | 0.021 | 4990 | 340 63 |0.017|0.016 | 3180 55 40 | 0.004 | 0.013
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 4 FLUTE

BEMHI TFIIL
HS4RS .2

—#%8H NON-ALLOYED STEELS PO "
L A4 ALLOY STEELS - S &8 ALLOY STEELS AR
WORK MATERIAL 9% CAST IRON i 24 HEAT RESISTANT STEELS HARDENED STEELS
FEEE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
B4ME(STRENGTH) ~ 1100N/mm: 1100 ~ 1500N/mm: 1500 ~ 2000N/mm:

FEA) ETR(BS) [ RPV) %Y FED) THIEE (o 19Y () Ae(mm) [EIERE (RPM) %Y FEED) YHIRE (Vo 1REY () Ae(mm) [EIERS (ReM) &Y FEED) HHBRE (o) 17EY(F) Ae(mm)

4.0 40 8160 | 550 | 103 | 0.017 | 0.021 | 4990 | 340 63 |0.0170.016 | 3180 55 40 | 0.004 | 0.013
4.0 45 7260 | 435 91 |0.0150.021 | 4430 | 270 56 | 0.015|0.016| 2820 45 35 | 0.004 | 0.013
4.0 50 7260 | 435 91 |0.0150.021 | 4430 | 270 56 |0.015|0.016 | 2820 45 35 |0.004  0.013
4.0 60 7260 | 435 91 ]0.015|0.013| 4430 | 270 56 | 0.015|0.009 | 2820 45 35 | 0.004 | 0.008
5.0 16 7560 | 720 | 119 |0.024 | 0.074 | 4530 | 430 71 ]0.024 | 0.055 | 2780 85 44 | 0.008 | 0.044
5.0 20 7560 | 720 | 119 |0.024 | 0.074 4530 | 430 71 10.024 | 0.055| 2780 85 44 | 0.008 | 0.044
5.0 26 6800 | 585 | 107 | 0.022|0.042 | 4080 | 350 0.021 | 0.032 | 2500 70 39 |0.007 | 0.025
5.0 30 6800 | 585 | 107 |0.022  0.042 | 4080 | 350 0.021 | 0.032 | 2500 70 39 | 0.007 | 0.025
5.0 35 6800 | 585 | 107 | 0.022 | 0.042 | 4080 | 350 0.021 | 0.032 | 2500 70 39 |0.007 | 0.025
5.0 40 6800 | 585 | 107 |0.022  0.042 | 4080 | 350 0.021 | 0.032 | 2500 70 39 | 0.007 | 0.025
5.0 50 6800 | 585 | 107 | 0.022 | 0.026 | 4080 | 350 64 | 0.021 | 0.020 | 2500 70 39 |0.007 | 0.016
5.0 60 6050 | 460 95 ]0.019|0.026 | 3620 | 275 57 10.019 | 0.020 | 2220 55 35 |0.006 | 0.016
6.0 15 6670 | 790 | 126 | 0.030 | 0.126 | 4030 | 490 76 |0.030 | 0.095 | 2400 95 45 |0.010 | 0.076
6.0 20 6670 | 790 | 126 | 0.030 0.088 | 4030 | 490 76 |0.030 | 0.066 | 2400 95 45 |0.010 | 0.053
6.0 30 6670 | 790 | 126 | 0.030 | 0.088 | 4030 | 490 76 |0.030 | 0.066 | 2400 95 45 ]0.010 | 0.053
6.0 32 6000 | 640 | 113 |0.027 | 0.050 | 3630 | 395 68 |0.027 | 0.038 | 2160 75 41 |0.009 | 0.030
8.0 25 5040 | 850 | 127 /0.042 0.118 | 3020 | 450 76 |0.037 | 0.088 | 2010 130 51 |0.016 | 0.071
8.0 30 5040 | 850 | 127 |0.042 0.118 | 3020 | 450 76 |0.037 |0.088 | 2010 130 51 ]0.016 | 0.071
8.0 42 4540 | 690 | 114 |0.038 | 0.067 | 2720 | 365 68 |0.034 | 0.050 | 1810 105 45 |0.015 | 0.040
10.0 30 3910 | 730 | 123 | 0.047 1 0.210 | 2400 | 360 75 ]0.038 | 0.158 | 1630 105 51 |0.016 | 0.126
10.0 | 35 3910 | 730 | 123 |0.047 | 0.147 | 2400 | 360 75 |0.038 0.110 | 1630 105 51 |0.016 | 0.088
100 | 45 3910 | 730 | 123 | 0.047 | 0.147 | 2400 | 360 75 |0.038|0.110 | 1630 105 51 |0.016 | 0.088
12.0 | 35 3300 | 620 | 124 |0.047 |0.252 | 2010 | 300 76 |0.037 | 0.189 | 1400 95 53 |0.017 |0.151
12.0 | 40 3300 | 620 | 124 | 0.047 |0.176 | 2010 | 300 76 |0.037|0.132 | 1400 95 53 |0.017 | 0.106
12.0 | 50 3300 | 620 | 124 |0.047 |0.176 | 2010 | 300 76 |0.037|0.132| 1400 95 53 |0.017 | 0.106

7
1 .ODI

7 pe

N
<
/lm
%
Sm
=52
[ -}
=z
A
g

R

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

CARBIDE, 6 FLUTE

HE A T KV

HS6SQ :’:5 Normal Speed

’ —fi&%8H NON-ALLOYED STEELS N
HWHI A& ALLOY STEELS - AW ALLOY STEELS KEASH
WORK MATERIAL $E8% CAST IRON it 2488 HEAT RESISTANT STEELS HARDENED STEELS

BEE(HARDNESS) ~HRC 35 HRC 35 ~ HRC 45 HRC 45 ~ HRC 55 @
BHRE(STRENGTH) ~1100N/mm: 1100 ~ 1500N/mm: 1500 ~ 2000N/mm? E i
FEon) ARLoc) EESRRY) B D) THEEVw  19RYER) RPM)  EY D) TEREEV  13RYE) RPM) XY D) TREEV  1TEYE) g §
6.0 15 5840 2100 | 110 | 0.060 4075 1440 77 0.059 1660 220 31 0.022 20
6.0 20 5840 2100 110 0.060 4075 1440 77 0.059 1660 220 31 0.022 T—i
6.0 30 5840 1785 | 110 | 0.051 4075 1225 77 0.050 1660 190 31 0.019
8.0 20 4410 2100 111 0.079 3085 1440 78 0.078 1220 220 31 0.030
8.0 30 4410 2100 | 111 0.079 3085 1440 78 0.078 1220 220 31 0.030
8.0 35 4410 2100 111 0.079 3085 1440 78 0.078 1220 220 31 0.030
8.0 40 4410 1785 | 111 0.067 3085 1225 78 0.066 1220 190 31 0.026
10.0 25 3530 2100 111 0.099 2435 1440 76 0.099 1050 220 33 0.035
10.0 | 30 3530 2100 | 111 0.099 2435 1440 76 0.099 1050 220 33 0.035
10.0 40 3530 2100 111 0.099 2435 1440 76 0.099 1050 220 33 0.035
10.0 | 50 3530 1785 | 111 0.084 2435 1225 76 0.084 1050 190 33 0.030
12.0 30 2980 1765 112 0.099 2100 1220 79 0.097 880 190 33 0.036
12.0 | 40 2980 1765 | 112 | 0.099 2100 1220 79 0.097 880 190 33 0.036
12.0 50 2980 1500 112 0.084 2100 1035 79 0.082 880 165 33 0.031
12.0 | 60 2980 1325 | 112 | 0.074 2100 915 79 0.073 880 140 33 0.027
16.0 40 2205 1325 111 0.100 1555 925 78 0.099 670 135 34 0.034
16.0 | 50 2205 1325 | 111 0.100 1555 925 78 0.099 670 135 34 0.034
16.0 60 2205 1125 111 0.085 1555 790 78 0.085 670 115 34 0.029
16.0 | 90 1985 895 100 | 0.075 1395 625 70 0.075 610 95 31 0.026
16.0 | 110 1985 895 100 0.075 1395 625 70 0.075 610 95 31 0.026
20.0 | 45 1765 1060 | 111 0.100 1220 725 77 0.099 525 115 33 0.037
20.0 60 1765 1060 111 0.100 1220 725 77 0.099 525 115 33 0.037
200 | 70 1765 905 111 0.085 1220 615 77 0.084 525 100 33 0.032
20.0 | 110 1585 715 100 0.075 1090 490 68 0.075 475 80 30 0.028
15D 15D 1.0D
0.1D 0.05D 0.05D
RPM = rev./min.
FEED = mm/min.
Vc =m/min.
fz=mm/t
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NEW.
KKK HELZ YT1HIS24 Recommended Cutting Conditions

CARBIDE, 6 FLUTE

HE6MH T FI IV

HS6SQ .. High Speed

HWHI AWM ALLOY STEELS 1A
WORK MATERIAL #2% CAST IRON HARDENED STEELS

%L FEFE(HARDNESS) HRC 35 ~ HRC 45 HRC 45 ~ HRC 55
1 g 34 (STRENGTH) 1100 ~ 1500N/mm: 1500 ~ 2000N/mm?
b l:"jl HE DiA) FE(L00) ERfiRPv) Y (EED)  YIHLEE (o) 1AEY(F) 0 EEBRRM)  EYEEED)  UHEBEE (o) 1HEY ()
,Z:E ; 6.0 15 17640 6395 333 0.060 8820 3205 166 0.061
E",; 6.0 20 17640 6395 333 0.060 8820 3205 166 0.061
6.0 30 17640 5435 333 0.051 8820 2720 166 0.051
8.0 20 13230 6395 333 0.081 6615 3205 166 0.081
8.0 30 13230 6395 333 0.081 6615 3205 166 0.081
8.0 35 13230 6395 333 0.081 6615 3205 166 0.081
8.0 40 13230 5435 333 0.068 6615 2725 166 0.069
10.0 25 10480 6290 329 0.100 5290 3205 166 0.101
10.0 30 10480 6290 329 0.100 5290 3205 166 0.101
10.0 40 10480 6290 329 0.100 5290 3205 166 0.101
10.0 50 10480 5345 329 0.085 5290 2720 166 0.086
12.0 30 8820 5290 333 0.100 4410 2645 166 0.100
12.0 40 8820 5290 333 0.100 4410 2645 166 0.100
12.0 50 8820 4500 333 0.085 4410 2245 166 0.085
12.0 60 8820 3970 333 0.075 4410 1985 166 0.075
16.0 40 6615 3970 333 0.100 3320 1985 167 0.100
16.0 50 6615 3970 333 0.100 3320 1985 167 0.100
16.0 60 6615 3375 333 0.085 3320 1685 167 0.085
16.0 920 5955 2680 299 0.075 2980 1340 150 0.075
16.0 110 5955 2680 299 0.075 2980 1340 150 0.075
20.0 45 5290 3205 332 0.101 2645 1545 166 0.097
20.0 60 5290 3205 332 0.101 2645 1545 166 0.097
20.0 70 5290 2720 332 0.086 2645 1315 166 0.083
20.0 110 4765 2165 299 0.076 2385 1040 150 0.073
1.5D 1.0D
0.05D 0.05D
RPM = rev./min.
FEED = mm/min.
Ve =m/min.
fz=mm/t
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NEW.
KKK HELE YJHI S5 Recommended Cutting Conditions

CARBIDE, 4&5 FLUTE MULTIPLE HELIX CORNER RADIUS ROUGHING

B ASHAD—FT—SITAFFV—FR)S T4V TIVFI )V
MPHCR, MPHCR-A, MPHCR-B :.

ki A &8 ALLOYED STEELS, &% ALLOYED STEELS, %%l CARBON STEELS
WORK MATERIAL Pe5kif CARBON STEELS T 548 TOOL STEELS, 8 CAST IRON
TE# TOOL STEELS, ##% CAST IRON 71 I\— F ) PRE-HARDENED STEELS o
@
B (HARDNESS) ~HRC 25 HRC 25 ~ HRC 40 - g
F)1& (DIAMETER) (RPM) %) (FEED) HBEE Vo 1HEY (F2) EERE RPV) %Y (FEED) EIHUEEE (vo) 1732 Y (F2) = x
=
6.0 12000 1550 225 0.032 10600 1100 200 0.026 |
8.0 9000 1650 225 0.046 8100 1180 205 0.036 20
10.0 7200 1650 225 0.057 6400 1180 200 0.046 2
12.0 6000 1540 225 0.064 5400 1140 205 0.053
16.0 4500 1500 225 0.067 4100 1050 205 0.051
20.0 3600 1330 225 0.074 3200 900 200 0.056
D D
—— ——
LODI ZLW?WWWE O'SDI ZLW?W}
2 ; 7

&2 ALLOYED STEELS, &3 ALLOYED STEELS, 5¢380 CARBON STEELS
WORK MATERIAL i35 CARBON STEELS T B8 TOOL STEELS, ## CAST IRON
TE# TOOL STEELS, ##% CAST IRON 71)I\— F /8l PRE-HARDENED STEELS

T (HARDNESS) ~HRC 25 HRC 25 ~ HRC 40

F)#Z (DIAMETER) EIFREH (RPM) EY D) YHBEE (o) 1FEY (R R (RPM) EYFEED) UHEEE (o) 1FEY (R
6.0 15800 2570 300 0.041 14300 1850 270 0.032
8.0 11900 2700 300 0.057 10700 1950 270 0.046
10.0 9500 2700 300 0.071 8500 1950 265 0.057
12.0 8000 2570 300 0.080 7100 1850 270 0.065
16.0 6000 2450 300 0.082 5400 1750 270 0.065
20.0 4800 2140 300 0.089 4300 1500 270 0.070

¥
] ]
0.5D I 77 0.35D

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