'ﬂ MERN R BELVBENT-mE%,

ASP60

A—T 4 TBETY FINLY LENEEEZ RIE,
FYIEISFICEWT, O—FT 1 IBETY F I A LB XX ATHE,
TFY — FO4MAIICKYETIHIEFICEH TS5 RIFLINT %33R,
ARMT =V RICBNEIMEN(R%,

INEW S ANKYOIMOOI=



KKK HSS Agapeo END MILL

for General Steels |H2ASS Jenies

ASP % AICr
60 30° -base P364 A 77 SQUARE

ASP60, 2 FLUTE SHORT LENGTH

2WHA3a—bPRIITIVFRIN

» Protect Carbide chipping problems under vibrations. P EEY DHAMNTIRR T CIHF v E T FIE,
» Better performance than Coated Solid Carbide End Mills P O—F I8V RIV RI)LR I ENTBL,
» Better Hardness, Better Toughness than HSS Co8 P N RN RATY R V&Y S EELKE,

et

up to @ 3mm over @ 3mm L

(SUPER-ASP60)

Bf{7(mm) Unit: mm

PR T—IN—3%f A EEm
EDP 7 Mill Dlame(er Shank Diameter Leng(h of Cut Overall Leng(h Taper Angle Unit Price (JPY) STOCK
0.

H2ASS010 1.0 6 25 47 20° 2,020
H2ASS020 2.0 6 4 48 18° 2,020
H2ASS030 3.0 6 5 49 14° 2,020
H2ASS040 4.0 6 7 51 12° 2,020
H2ASS050 5.0 6 8 52 10° 2,020
H2ASS060 6.0 6 8 52 - 2,020
H2ASS070 7.0 8 10 60 14° 3,430
H2ASS080 8.0 8 11 61 - 3,430
H2ASS090 9.0 10 11 61 10° 3,930
H2ASS100 10.0 10 13 63 - 3,930
H2ASS120 12.0 12 16 73 - 5,480
H2ASS140 14.0 12 16 73 - 7,090
H2ASS160 16.0 16 19 79 - 8,980
H2ASS180 18.0 16 19 79 - 11,200
H2ASS200 20.0 20 22 88 - 14,400
H2ASS220 22.0 20 22 88 - 16,170
H2ASS250 25.0 25 26 102 - 21,190

gg Mill Dia. TLTef\ai (mm) sr;:; 6;7 T:;r\fce

@

é g 0~-0.03 hé

3

= P YT R DTS | JA BIA B 55774 B%  TNIZOL AFULAE  FAY
e | o | O | O | | | o | | e | | e |

358



NEW. _ysam
< KKK HSS ASP60 END MILL o
for General Steels |H4ASS YY=X

SERIES
ASP Z> AlCr
60 30° -base P365 X7IT’ SQUARE

ASP60, 4 FLUTE SHORT LENGTH

4MHA a—bPRIIT7IVEREL

» Protect Carbide chipping problems under vibrations. P EEYDHBAMTIRR T CINF v E T ERIE,
» Better performance than Coated Solid Carbide End Mills P O—F IV TV RI)LEYBNE,
» Better Hardness, Better Toughness than HSS Co8 P UL RNARATY R VG Y ENEEL KT,

e

L2

(SUPER-ASP60)

B (mm) Unit: mm

P S, 0N, P4 - ° s =
AR HE AP HE 2R T—IN—%f A fEER
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

H4ASS010 1.0 6 3 49 R1/2 2,350
H4ASS020 2.0 6 7 51 R1/2 2,350
H4ASS030 3.0 6 8 52 R1/2 2,350
H4ASS040 4.0 6 11 55 R1/2 2,350
H4ASS050 5.0 6 13 57 R1/2 2,350
H4ASS060 6.0 6 13 57 - 2,350
H4ASS070 7.0 8 16 66 R1/2 3,800
H4ASS080 8.0 8 19 69 - 3,800
H4ASS090 9.0 10 19 69 R1/2 4,300
H4ASS100 10.0 10 22 72 - 4,300
H4ASS120 12.0 12 26 83 - 6,290
H4ASS140 14.0 12 26 83 - 8,440
H4ASS160 16.0 16 32 92 - 10,460
H4ASS180 18.0 16 32 92 - 13,080
H4ASS200 20.0 20 38 104 = 16,650
H4ASS220 22.0 20 38 104 - 18,430
H4ASS250 25.0 25 45 121 - 24,590
PSEIN v VIRRE

Mill Dia. Tolerance (mm) |  Shank Dia. Tolerance 82

0~-0.03 hé 5. %

& 8

s B88  TUN-FVE AR BRAR W 97774b &% TIIZOL ATVLAER FAY
Seon MoySteds  PPEER®! Hardened Steels 19" oiened Copper  Graphite Castlron Aluminum Seirios®  Titanium
e | o | O | O] | | o | | o | | e |
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KKK HSS Agapeo END MILL

for General Steels |H4ASL Jenies

ASP Z> AlCr
60 30° -base P365 1717 SQUARE

ASP60, 4 FLUTE LONG LENGTH

AV ITRIITIVFRIN

» Protect Carbide chipping problems under vibrations. P EEY DHAMNTIRR T CIHF v E T FIE,
» Better performance than Coated Solid Carbide End Mills P O—F I8V RIV RI)LR I ENTBL,
» Better Hardness, Better Toughness than HSS Co8 P N RN RATY R V&Y S EELKE,

1 S

| L2

(SUPER-ASP60)

Bf{7(mm) Unit: mm

P DAL T—I\—Ff TEm
EDP 7 Mill Dlame(er Shank Diameter Leng(h of Cut Overall Leng(h Taper Angle Unit Prlce (JPY) STOCK
0.

H4ASL020 2.0 6 10 54 R1/2 2,890
H4ASL030 3.0 6 12 56 R1/2 2,890
H4ASL040 4.0 6 19 63 R1/2 2,890
H4ASL050 5.0 6 24 68 R1/2 2,890
H4ASL060 6.0 6 24 68 - 2,890
H4ASL070 7.0 8 30 80 R1/2 4,910
H4ASL080 8.0 8 38 88 = 4,910
H4ASL090 9.0 10 38 88 R1/2 5,350
H4ASL100 10.0 10 45 95 = 5,350
H4ASL120 12.0 12 53 110 = 8,240
H4ASL140 14.0 12 53 110 = 11,160
H4ASL160 16.0 16 63 123 = 14,290
H4ASL180 18.0 16 63 123 = 18,100
H4ASL200 20.0 20 75 141 = 23,200
H4ASL220 22,0 20 75 141 = 25,290
H4ASL250 25.0 25 90 166 - 37,430
HERE YV IERE
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 hé
e 288  TUN-FUE AR BHAS # 47774b 8% TWIZOL ATVLAE FiY
e e [ o [ [0 Tel [e]
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NEW. —heSHA
< KKK HSS ASP60 END MILL x

for General Steels |H2ABS SERIES

A=) saLnost
ASP z | § AlCr
60 30° -base P366

ASP60, 2 FLUTE BALL NOSE

2HWAIR—IVTVFE IV

» Protect Carbide chipping problems under vibrations. P EEYDHBAMTIRR T CINF v E T ERIE,
» Better performance than Coated Solid Carbide End Mills P O—F IV TV RI)LEYBNE,
» Better Hardness, Better Toughness than HSS Co8 P UL RNARATY R VG Y ENEEL KT,

1 N

(SUPER-ASP60)

B (mm) Unit: mm

O 4 4 ~ ~ ks _— ° A [—)
R R—IVEE HE DAL IR &R |FoN-¥m| EE TR
Radius of Ball Nose Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
R D1 D2 L1 L2

H2ABS010 RO.5 1.0 6 2.5 47 20° 2,690
H2ABS020 R1.0 2.0 6 4 48 18° 2,690
H2ABS030 R1.5 3.0 6 5 49 14° 2,690
H2ABS040 R2.0 4.0 6 7 51 12° 2,690
H2ABS050 R2.5 5.0 6 8 52 8° 2,690
H2ABS060 R3.0 6.0 6 8 52 - 2,690
H2ABS070 R3.5 7.0 8 10 60 R1/2 4,130
H2ABS080 R4.0 8.0 8 11 61 - 4,130
H2ABS090 R4.5 9.0 10 11 61 R1/2 4,670
H2ABS100 R5.0 10.0 10 13 63 - 4,670
H2ABS120 R6.0 12.0 12 16 73 - 6,550
H2ABS140 R7.0 14.0 12 16 73 - 8,770
H2ABS160 R8.0 16.0 16 19 79 - 10,660
H2ABS180 R9.0 18.0 16 19 79 - 16,380
H2ABS200 R10.0 20.0 20 22 88 = 16,380
H2ABS250 R12.5 25.0 25 26 102 - 23,810
ARRE Iy IRRE
Mill Dia. Tolerance (mm) |  Shank Dia. Tolerance
0~-0.03 hé
s B88  TUN-FVE AR BRAR W 97774b &% TIIZOL ATVLAER FAY
Seon MoySteds  PPEER®! Hardened Steels 19" oiened Copper  Graphite Castlron Aluminum Seirios®  Titanium
e | o | O | O] | | o | | o | | e |
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C—NEW —HasHFa
KKK HSS ASP60 END MILL ok

for General Steels |H4AMSSER.ES

ASP Z> AlCr
60 35~38° -base Pae7 R LT saue

ASP60, 4 FLUTE MULTIPLE HELIX SHORT LENGTH

4MA a—bPRIIT7IVREL

» Protect Carbide chipping problems under vibrations. P EEY DHAMNTIRR T CIHF v E T FIE,
» Better performance than Coated Solid Carbide End Mills P O—F I8V RIV RI)LR I ENTBL,
» Better Hardness, Better Toughness than HSS Co8 P N RN RATY R V&Y S EELKE,

B
S — |

L2

(SUPER-ASP60)

Bf{7(mm) Unit: mm

B HE S0y AE 2R | roi-¥f | R
Mill Diameter Shank Diameter Length of Cut Overall Length Taper Angle Unit Price (JPY) STOCK
EDP No.
D1 D2 L1 L2

H4AMS030 3.0 6 8 52 R1/2 2,590
H4AMS040 4.0 6 11 55 R1/2 2,590
H4AMS050 5.0 6 13 57 R1/2 2,590
H4AMS060 6.0 6 13 57 = 2,590
H4AMS070 7.0 8 16 66 R1/2 4,240
H4AMS080 8.0 8 19 69 = 4,240
H4AMS090 2.0 10 19 69 R1/2 4,780
H4AMS100 10.0 10 22 72 = 4,780
H4AMS120 12.0 12 26 83 = 7,000
H4AMS140 14.0 12 26 83 = 9,420
H4AMS160 16.0 16 32 92 = 11,640
H4AMS180 18.0 16 32 92 = 14,560
H4AMS200 20.0 20 38 104 = 18,470
H4AMS220 22.0 20 38 104 = 20,480
H4AMS250 25.0 25 45 121 = 27,350
HERE PRI
Mill Dia. Tolerance (mm) Shank Dia. Tolerance
0~-0.03 h6
bes] 488 TUn-puE A BEAR # 97774 @&k TINIZOL ZTVLAE FAY
e [ o | O [ O | | [ o ] O O
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NEW. —heSHA
< KKK HSS ASP60 END MILL x

for General Steels |HRAMSSER.ES

ASP é> (Yo AICr O—7F—377 X CORNERRADUS
60 43~46°] FINE -base P368

ASP60, MULTI FLUTE MUTIPLE HELIX SHORT LENGTH CORNER RADIUS ROUGHING

A5MHAS 745 A—F—FIT7RIVFI IV (FRE)—FE)

» Protect Carbide chipping problems under vibrations. P EEYDHBAMTIRR T CINF v E T ERIE,
» Better performance than Coated Solid Carbide End Mills P O—F IV TV RI)LEYBNE,
» Better Hardness, Better Toughness than HSS Co8 P UL RNARATY R VG Y ENEEL KT,

L2

(SUPER-ASP60)

B (mm) Unit: mm

E TR | RE |yrvoEl AR | BFE 2K BIE BE 7oA TE [EEm
Corner Radius | Mill Diameter |Shank Diameter| Length of Cut |LengthBelow Shank | Overall Length | No. of Flute Neck Diamete | TaperAngle |Unit Price (JPY) | STOCK
EDP No.
R D1 D2 L1 L3 L2

HRAMS060 RO.5 6.0 6 13 = 57 4 = = 5,920
HRAMS070 RO.5 7.0 10 16 = 66 4 = R1/2 6,700
HRAMS080 RO.5 8.0 10 19 = 69 4 = R1/2 6,700
HRAMS090 RO.5 9.0 10 19 = 69 4 = R1/2 7,180
HRAMS100 RO.5 10.0 10 22 31 72 4 9.5 = 7,180
HRAMS120 RO.5 12.0 12 26 37 83 4 11.5 - 9,740
HRAMS140 R1.0 14.0 12 26 = 83 5 = = 11,660
HRAMS160 R1.0 16.0 16 32 44 92 5 15 = 14,550
HRAMS180 R1.0 18.0 16 32 = 92 5 o = 15,710
HRAMS200 R1.0 20.0 20 38 54 104 5 19 = 20,840
HRAMS250 R1.0 25.0 25 45 63 121 5 24 = 31,230
VAP HERE vV IBRE
Size Mill Dia. Tolerance (mm) Shank Dia. Tolerance
over @6 to @10 0~-0.009
over @10 to @18 0~-0.011 h6
over @18 to @30 0~-0.013
[ 12}
© 5
&
<5
e o
w o
ao
28
KEH 288 TUN-FUH AR BRAE . J7774b  B%  TINIZUk AFULAE FAY
Carbon Prehardened High Hardened .
Steels Alloy Steels Steels Hardened Steels Steels Copper  Graphite  Castlron Aluminum St;'gé?:s Titanium
e [ o | O | O] | [ © | | e | e |
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NEW.

KKK) HESE Y)E S Recommended Cutting Conditions

ASP60, 2 FLUTE SHORT LENGTH

2HHY3a—bFIVEI
H2ASS ..

= TS
ol | memvomasrens | BERCNSEES | i oronas | maBatov RS
#8% CAST IRON TE# TOOL STEELS T B8 TOOL STEELS
T/ (HARDNESS) ~HRc 20 HRc 20 ~ HRc 30 HRc 30 ~ HRc 35
3P (STRENGTH) ~ 500N/mm? 500 ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1100N/mm?
F)1Z (DIAMETER) [EBEE (RPM) V) (FEED) THIEE Vo 172V (F2) [EEEEE RM) %Y (FEED) TRIEE Yy 170%Y () [EISRER ReM) 2%Y) FEED) YREE ) 170RY (Fy) [EIERER RPM) V) (eeD) UBEE W) 190%Y (o)
2.0 8400 | 140 | 53 | 0.008 | 7080 | 110 | 44 | 0.008 | 5880 | 95 | 37 | 0.008 | 3780 | 80 | 24 | 0.011
3.0 6000 | 190 | 57 | 0.016 | 4920 | 160 | 46 | 0.016 | 4020 | 140 | 38 | 0.017 | 2760 | 95 | 26 | 0.017
4.0 5160 | 275 | 65 | 0.027 | 4320 | 210 | 54 | 0.024 | 3780 | 190 | 48 | 0.025 | 2400 | 110 | 30 | 0.023
5.0 4680 | 305 | 74 | 0.033 | 3900 | 240 | 61 | 0.031 | 3120 | 220 | 49 | 0.035 | 2040 | 120 | 32 | 0.029
6.0 4200 | 320 | 79 | 0.038 | 3480 | 250 | 66 | 0.036 | 2760 | 230 | 52 | 0.042 | 1740 | 130 | 33 | 0.037
8.0 3120 | 330 | 78 | 0.053 | 2640 | 290 | 66 | 0.055 | 2160 | 240 | 54 | 0.056 | 1380 | 140 | 35 | 0.051
10.0 2520 | 360 | 79 | 0.071 | 2160 | 320 | 68 | 0.074 | 1740 | 275 | 55 | 0.079 | 1080 | 150 | 34 | 0.069
12.0 2160 | 330 | 81 | 0.076 | 1740 | 290 | 66 | 0.083 | 1380 | 250 | 52 | 0.091 | 890 | 140 | 34 | 0.079
14.0 1920 | 320 | 84 | 0.083 | 1500 | 250 | 66 | 0.083 | 1200 | 235 | 53 | 0.098 | 760 | 130 | 33 | 0.086
16.0 1620 | 320 | 81 | 0.099 | 1380 | 235 | 69 | 0.085 | 1070 | 215 | 54 | 0.100 | 670 | 120 | 34 | 0.090
18.0 1380 | 290 | 78 | 0.105 | 1140 | 235 | 64 | 0.103 | 950 | 190 | 54 | 0.100 | 600 | 120 | 34 | 0.100
20.0 1140 | 265 | 72 | 0.116 | 940 | 200 | 59 | 0.106 | 840 | 180 | 53 | 0.107 | 530 | 110 | 33 | 0.104
22.0 1010 | 220 | 70 | 0.109 | 850 | 180 | 59 | 0.106 | 720 | 150 | 50 | 0.104 | 480 95 | 33 | 0.099
25.0 900 | 185 | 71 | 0.103 | 760 | 170 | 60 | 0.112 | 590 | 140 | 46 | 0.119 | 430 90 | 34 | 0.105
D
s

O.SD:I: 77777777777772

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

HHIR | &8 ALLOY STEELS A2MALLOY STEELS ATV LA
WORK MATERIAL | #2488 HEAT RESISTANT STEELS | it 488 HEAT RESISTANT STEELS STAINLESS STEELS

& (HARDNESS) HRc 35 ~ HRc 40 HRc 40 ~ HRc 45
35 (STRENGTH) 1100 ~ 1300N/mm: 1300 ~ 1400N/mm>
F1E (DIAMETER) [EEREL RPV) %Y FeD) UHIRE( 172 (F2) R RPv) %Y FeeD) TREEN 102 (F2) G RPM) &Y (FEED) HHIEE N 192V (R
2.0 2400 50 15 | 0.010 | 1680 35 11 | 0.010 | 2640 55 17 | 0.010
3.0 2160 75 20  0.017 | 1510 55 14 | 0.018 | 2380 85 22 | 0.018
4.0 1920 20 24 | 0.023 | 1340 65 17 | 0.024 | 2110 100 | 27 | 0.024
5.0 1620 20 25 1 0.028 | 1130 65 18 | 0.029 | 1780 100 | 28 | 0.028
6.0 1380 100 | 26 | 0.036 970 70 18 | 0.036 | 1520 110 | 29 | 0.036
8.0 1070 100 | 27 | 0.047 750 70 19 | 0.047 | 1180 110 | 30 | 0.047
10.0 840 120 | 26 | 0.071 590 85 19 | 0.072 920 130 | 29 | 0.071
12.0 700 100 | 26 | 0.071 490 70 18 | 0.071 770 110 | 29 | 0.071
14.0 600 95 26 | 0.079 420 65 18 | 0.077 660 105 | 29 | 0.080
16.0 530 95 27 | 0.090 370 65 19 | 0.088 580 105 | 29 | 0.091
18.0 480 20 27 | 0.094 340 65 19 | 0.096 530 100 | 30 | 0.094
20.0 430 85 27 | 0.099 300 60 19 | 0.100 470 95 30 | 0.101
22.0 380 65 26 | 0.086 270 45 19 | 0.083 420 70 29 | 0.083
25.0 300 60 24 | 0.100 210 40 16 | 0.095 330 65 26 | 0.098
D D
° 3DI 2777777777777E ’ SDI 7777777777777E
2 2
RPM = rev./min.
Feed = mm/min.
Vc =m/min.
fz=mm/t
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NEW.
(KKK) HEXE Y)ES14F Recommended Cutting Conditions

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

I a—bFIVFIN/4FIAIT IR
H4ASS, H4ASL e

B YNn— K>
mmowwerss | SIRSASEEe | oG pnpseses
#8% CAST IRON T E#f TOOL STEELS T E# TOOL STEELS
FEFE(HARDNESS) ~HRc 20 HRc 20 ~ HRc 30 HRc 30 ~ HRc 35
HRE(STRENGTH) ~ 500N/mm? 500 ~ 800N/mm? 800 ~ 1000N/mm 1000 ~ 1100N/mm?
F1% (DIAMETER) [EERE (RPM) 3% (FeeD) (RSN 172V () BT Re) 3V (D) TREW 1TEY (F) R Rev) V) (EeD) URBENG 1Y () EEEE RPv) %Y FEeD) URIEN 1792 (o)
2.0 11040 | 350 | 69 | 0.008 | 10080 | 290 | 63 | 0.007 | 7320 | 205 | 46 | 0.007 | 4920 | 150 | 31 | 0.008
3.0 7920 | 490 | 75 | 0.015 | 7200 | 420 | 68 | 0.015 | 5280 | 300 | 50 | 0.014 | 3240 | 215 | 31 | 0.017
4.0 6360 | 575 | 80 | 0.023 | 5640 | 480 | 71 | 0.021 | 4320 | 360 | 54 | 0.021 | 2760 | 240 | 35 | 0.022
5.0 5280 | 610 | 83 | 0.029 | 4800 | 505 | 75 | 0.026 | 3480 | 385 | 55 | 0.028 | 2400 | 265 | 38 | 0.028
6.0 4680 | 650 | 88 | 0.035 | 4320 | 540 | 81 | 0.031 | 3120 | 395 | 59 | 0.032 | 2160 | 275 | 41 | 0.032
8.0 3720 | 685 | 93 | 0.046 | 3120 | 575 | 78 | 0.046 | 2400 | 445 | 60 | 0.046 | 1680 | 290 | 42 | 0.043
10.0 2760 | 755 | 87 | 0.068 | 2520 | 635 | 79 | 0.063 | 1920 | 455 | 60 | 0.059 | 1200 | 320 | 38 | 0.067
12.0 2400 | 685 | 90 | 0.071 | 2160 | 575 | 81 | 0.067 | 1680 | 445 | 63 | 0.066 | 1070 | 290 | 40 | 0.068
14.0 2160 | 660 | 95 | 0.076 | 1920 | 550 | 84 | 0.072 | 1320 | 420 | 58 | 0.080 | 950 | 275 | 42 | 0.072
16.0 1920 | 610 | 97 | 0.079 | 1680 | 515 | 84 | 0.077 | 1200 | 410 | 60 | 0.085 | 820 | 265 | 41 | 0.081
18.0 1800 | 550 | 102 | 0.076 | 1500 | 480 | 85 | 0.080 | 1070 | 370 | 61 | 0.086 760 | 235 | 43 | 0.077
20.0 1500 | 530 | 94 | 0.088 | 1260 | 445 | 79 | 0.088 | 940 | 330 | 59 | 0.088 640 | 210 | 40 | 0.082
22.0 1260 | 490 | 87 | 0.097 | 1140 | 385 | 79 | 0.084 | 820 | 305 | 57 | 0.093 | 560 | 190 | 39 | 0.085
25.0 1200 | 445 | 94 | 0.093 | 1010 | 365 | 79 | 0.090 | 760 | 275 | 60 | 0.090 | 500 | 180 | 39 | 0.090

o

0.1D
RPM = rev./min.
Feed = mm/min.
Vc =m/min.
fz=mm/t
#E S&# ALLOY STEELS S&#M ALLOY STEELS ATVLAH
WORK MATERIAL | fit 248 HEAT RESISTANT STEELS | fi#Z48l HEAT RESISTANT STEELS STAINLESS STEELS
TERE(HARDNESS) HRc 35 ~ HRc 40 HRc 40 ~ HRc 45
38 E(STRENGTH) 1100 ~ 1300N/mm: 1300 ~ 1400N/mm?
F1Z (DIAMETER) &R RPv) %Y (D) TREY) 1T%Y (2 EERE RPM) %Y FEED) TRIEE N 170%Y (F) G (RPv) 2%V (EED) UHRE( 19%Y ()
2.0 3960 | 100 | 25 | 0.006 | 2770 | 70 | 17 | 0.006 | 4360 | 110 | 27 | 0.006
3.0 2880 | 150 | 27 | 0.013 | 2020 | 105 | 19 | 0.013 | 3170 | 165 | 30 | 0.013
4.0 2400 | 180 | 30 | 0.019 | 1680 | 125 | 21 | 0.019 | 2640 | 200 | 33 | 0.019
5.0 2040 | 190 | 32 | 0.023 | 1430 | 135 | 22 | 0.024 | 2240 | 210 | 35 | 0.023
6.0 1740 | 215 | 33 | 0.031 | 1220 | 150 | 23 | 0.031 | 1910 | 235 | 36 | 0.031
8.0 1380 | 220 | 35 | 0.040 | 970 155 | 24 | 0.040 | 1520 | 240 | 38 | 0.039
10.0 1070 | 240 | 34 | 0.056 | 750 170 | 24 | 0.057 | 1180 | 265 | 37 | 0.056
12.0 860 | 220 | 32 | 0.064 | 600 155 | 23 | 0.065 | 950 | 240 | 36 | 0.063
14.0 760 | 205 | 33 | 0.067 | 530 145 | 23 | 0068 | 840 | 225 | 37 | 0.067
16.0 660 | 200 | 33 | 0.076 | 460 140 | 23 | 0.076 | 730 | 220 | 37 | 0.075
18.0 600 180 | 34 | 0.075 | 420 125 | 24 | 0074 | 660 | 200 | 37 | 0.076
20.0 530 170 | 33 | 0.080 | 370 120 | 23 | 0.081 | 580 185 | 36 | 0.080
22.0 480 155 | 33 | 0.081 | 340 110 | 23 | 0.081 | 530 170 | 37 | 0.080 o
25.0 430 150 | 34 | 0.087 | 300 105 | 24 | 0.088 | 470 165 | 37 | 0.088 2%
NDH
<
[ X}
15D 15D B3
. . 25
a2
0.5D 0.1D
RPM = rev./min.
Feed = mm/min.
Vc=m/min.
fz=mm/t
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NEW.

KKK) HELE YJHIZ21F Recommended Cutting Conditions

ASP60, 2 FLUTE BALL NOSE

2HHAR—=IVTV FZ IV
H2ABS .7

o il STRUCTURAL STEELS &% CARBON STEELS 7'V 1\— R /$ PREHARDENED STEELS
{ priv}
Wo,jfaf?mw_ ﬁé%%%i&%%% SSTTEEEtSS &% CARBON STEELS A2 ALLOY STEELS A2 ALLOY STEELS
#8% CAST IRON T B TOOL STEELS T B8 TOOL STEELS
FBFE (HARDNESS) ~HRc 20 HRc 20 ~ HRc 30 HRc 30 ~ HRc 35
M FE(STRENGTH) ~ 500N/mm? 500 ~ 800N/mm> 800 ~ 1000N/mm? 1000 ~ 1300N/mm?

FI2 (DIAMETER) [z (RPv) 1Y) (FEED) THIER N 1%V (F2) [ElEEER RPM) 3%V (FEED) TRIER NG 170R%Y (o) EERER (RPv) %Y FEED) TREER ) 170REY (F2) [EIEREA RPM) %Y (D) URBEE W) 170%Y (F2)

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

0.20 |

7

0.5D

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

HH B &M ALLOY STEELS ATVLAHR
WORK MATERIAL Tit 248l HEAT RESISTANT STEELS STAINLESS STEELS

TE & (HARDNESS) HRc 40 ~ HRc 45
8PS (STRENGTH) 1300 ~ 1400N/mm?
FJ1& (DIAMETER) RPM) XY FEED) R ) 1WEYF)  EESReM) Y FED) R 1) 17%Y F2)
R1.5 x3.0 1680 45 16 0.013 2640 70 25 0.013
R2.0 x4.0 1340 65 17 0.024 2110 95 27 0.023
R3.0 x6.0 1010 70 19 0.035 1580 115 30 0.036
R4.0 x8.0 750 70 19 0.047 1180 115 30 0.049
R5.0 x10.0 570 85 18 0.075 900 130 28 0.072
R6.0 x12.0 490 70 18 0.071 770 115 29 0.075
R8.0 x16.0 370 65 19 0.088 590 110 30 0.093
R10.0 X 20.0 300 60 19 0.100 480 95 30 0.099
R12.5 x 25.0 210 40 16 0.095 330 65 26 0.098
0.2D | 0.2D |
i i
0.3D 0.5D
RPM = rev./min.
FEEd = mm/min.
Vc =m/min.
fz=mm/t
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( K) HELE YIHIZ2F Recommended Cutting Conditions

ASP60, 4 FLUTE MULTIPLE HELIX SHORT LENGTH

A 3—bFIVFIIL
H4AMS: !

P Yn—K3

mmowwenss | ARRLLSEE | e g

##% CAST IRON T E§f TOOL STEELS T E#f TOOL STEELS

TEE(HARDNESS) ~HRc 20 HRc 20 ~ HRc 30 HRc 30 ~ HRc 35 HRc 35 ~ HRc 45

EE(STRENGTH) ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1100N/mm? 1100 ~ 1400N/mm?

F12 (DAMETER) [E8R8 (ReM) V) (FEED) TRIRE () 172V (F2) [EI8REK (RPM) %Y FeED) TRIRE Ny 1TRY (F2) [EIEREK RPv) 32 FEED) BIREVY WY (F2) SRS (RPM) 7Y (EED) TRENY 1HEY (o)
3.0 7410 | 155 | 70 | 0.005 | 6740 | 140 | 64 | 0.005 | 4720 | 95 | 44 | 0.005 | 2830 | 50 | 27 | 0.004
4.0 5560 | 180 | 70 | 0.008 | 5050 | 165 | 63 | 0.008 | 3540 | 115 | 44 | 0.008 | 2120 | 60 | 27 | 0.007
5.0 4440 | 205 | 70 | 0.012 | 4040 | 185 | 63 | 0.011 | 2830 | 130 | 44 | 0.011 | 1700 | 65 | 27 | 0.010
6.0 3710 | 240 | 70 | 0.016 | 3370 | 220 | 64 | 0.016 | 2360 | 155 | 44 A 0.016 | 1420 | 80 | 27 | 0.014
8.0 2780 | 310 | 70 | 0.028 | 2530 | 280 | 64 | 0.028 | 1770 | 195 | 44 | 0.028 | 1060 | 100 | 27 | 0.024
10.0 2450 | 380 | 77 | 0.039 | 2230 | 345 | 70 | 0.039 | 1560 | 240 | 49 | 0.038 | 940 | 120 | 30 | 0.032
12.0 2050 | 385 | 77 | 0.047 | 1860 | 350 | 70 | 0.047 | 1300 | 245 | 49 | 0.047 | 780 | 125 | 29 | 0.040
14.0 1750 | 340 | 77 | 0.049 | 1590 | 310 | 70 | 0.049 | 1110 | 220 | 49 | 0.050 | 670 | 110 | 29 | 0.041
16.0 1530 | 325 | 77 | 0.053 | 1390 | 295 | 70 | 0.053 | 980 | 205 | 49 | 0.052 | 590 | 105 | 30 | 0.044
18.0 1360 | 320 | 77 | 0.059 | 1240 | 295 | 70 | 0.059 | 870 | 205 | 49 | 0.059 | 520 | 105 | 29 | 0.050
20.0 1220 | 320 | 77 | 0.065 | 1110 | 290 | 70 | 0.065 | 780 | 205 | 49 | 0.066 | 470 | 105 | 30 | 0.056
25.0 980 | 245 | 77 | 0.063 | 890 | 225 | 70 | 0.063 | 620 | 160 | 49 | 0.065 | 370 80 | 29 | 0.054

« D

7]

O3D:I:
D /
1.5D
w1 T

% 0.3D :l:
0.15D
RPM = rev./min

HEI+ ATV LA FEED = mm/min.
WORK MATERIAL STAINLESS STEELS Vc =m/min.
fz=mm/t

FERE(HARDNESS)

38RE(STRENGTH)

F1E OIAVETER) [EEZ#iRPM) 2V FEED) RS o 172Y (o)
3.0 5090 100 48 0.005
4.0 3800 125 48 0.008
5.0 3060 155 48 0.013
6.0 2550 180 48 0.018
8.0 1910 220 48 0.029

10.0 1530 295 48 0.048
12.0 1270 285 48 0.056
14.0 1090 260 48 0.060
16.0 960 240 48 0.063
18.0 850 240 48 0.071
20.0 760 235 48 0.077
25.0 610 190 0.078
Ty I
7]
05 D:I:
0.3D
RPM = rev./min.
FEED = mm/min.
Vc =m/min.
fz=mm/t
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KKK) HELE YJHIZ21F Recommended Cutting Conditions

ASP60, MULTI FLUTE MUTIPLE HELIX SHORT LENGTH CORNER RADIUS ROUGHING

4 58FAS T4 5A—F—3IF7 ATV FI IV (FR%F)— FH)
HRAMS :..2

s TS
ol | memvomasrens | BRSNS | i ornas | Ragatoy RS

#8% CAST IRON T E§f TOOL STEELS T B8 TOOL STEELS

BB (HARDNESS) ~HRc 20 HRc 20 ~ HRc 30 HRc 30 ~ HRc 40

SR (STRENGTH) ~ 500N/mm? 500 ~ 800N/mm? 800 ~ 1000N/mm? 1000 ~ 1300N/mm>
FI1Z (DIAMETER) [EER8% (RPM) 3% (FEED) TRRE Y 19V () BT Rev) 3% (D) TRE W) 1TEY (F) B Rev) Y (D) TRIEE G 1Y () EBEE RPv) %Y FEmD) TREEG 179%Y (o)
6.0 4030 | 330 | 76 | 0.020 | 3170 | 260 | 60 | 0.021 | 2300 | 170 | 43 | 0.018 | 1870 | 150 | 35 | 0.020
8.0 3460 | 420 | 87 | 0.030 | 2740 | 330 | 69 | 0.030 | 2020 | 230 | 51 | 0.028 | 1510 | 180 | 38 | 0.030
10.0 2740 | 600 | 86 | 0.055 | 2160 | 455 | 68 | 0.053 | 1510 | 280 | 47 | 0.046 | 1280 | 230 | 40 | 0.045
12.0 2300 | 600 | 87 | 0.065 | 1730 | 475 | 65 | 0.069 | 1300 | 330 | 49 | 0.063 | 1070 | 260 | 40 | 0.061
14.0 2020 | 600 | 89 | 0.059 | 1510 | 475 | 66 | 0.063 | 1090 | 330 | 48 | 0.061 | 910 | 260 | 40 | 0.057
16.0 1730 | 600 | 87 | 0.069 | 1370 | 475 | 69 | 0.069 | 950 | 330 | 48 | 0.069 | 790 | 260 | 40 | 0.066
18.0 1510 | 600 | 85 | 0.079 | 1280 | 475 | 72 | 0.074 | 880 | 330 | 50 | 0.075 | 710 | 260 | 40 | 0.073
20.0 1380 | 610 | 87 | 0.088 | 1090 | 475 | 68 | 0.087 | 770 | 330 | 48 | 0.086 | 640 | 260 | 40 | 0.081
25.0 1140 | 600 | 90 | 0.105 | 860 | 455 | 68 | 0.106 | 600 | 320 | 47 | 0.107 | 520 | 260 | 41 | 0.100

1.5D
0.5D

RPM = rev./min.
FEED = mm/min.

Vc =m/min.

fz=mm/t

HHIH B &M ALLOY STEELS ATV
WORK MATERIAL Tit 48l HEAT RESISTANT STEELS STAINLESS STEELS

HEE(HARDNESS) HRc 40 ~ HRc 45
8PS (STRENGTH) 1300 ~ 1400N/mm?
FJ1Z (DIAMETER) RPM) XY FEED) T M%) EERERPM) 2V FED) ) 172V (F)
6.0 1310 105 25 0.020 2090 155 39 0.019
8.0 1060 125 27 0.029 1730 205 43 0.030
10.0 900 160 28 0.044 1370 245 43 0.045
12.0 750 180 28 0.060 1150 295 43 0.064
14.0 640 180 28 0.056 1000 295 44 0.059
16.0 550 180 28 0.065 860 295 43 0.069
18.0 500 180 28 0.072 790 295 45 0.075
20.0 450 180 28 0.080 700 295 44 0.084
25.0 360 180 28 0.100 560 290 44 0.104
7
1.5D 1.5D
0.5D 0.5D
RPM = rev./min.
FEED = mm/min.
Vc =m/min.
fz=mm/t
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