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High Performance Solid Carbide Cutting Tools
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Ordering Note: In Addition to the Standard Tools Shown as Above, We Also Offer Non-Standard Tools. Contact Your Local Sales Department for Details.
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Square End-mills, Comer Radius End-mills
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1 180~ 290 0.05 120~ 165 0.03
1.5 180~ 300 0.3D | 0.5D 0.06 125-~170 0.3D 1D 0.04
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10 280460 0.15 190 ~ 265 0.14
12 280 ~ 460 0.18 200 ~ 265 0.15
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1, FERSTNSHRLUNAREENE x4E (&) UTHEEH. TRBREXK, FEEPEANSE.

The cutting parameters are based on the tool extension length beingless than 4 times the diameter of end mills.

Please adjustthe related parameters iftool extension is excessive.

2, FRAMMEREAENRMS, SANBENRLRIRELE. AERENSESRGE, BEHFER, HEEREUASH.

Theuse of high precision and rigid machine, chuck and firm clamping are requested to enable a cutting tool to exhibit efficient and
consistent performance. Itis suggested to reduce the cutling parameterin case conditionis insufficient.

3, EXFAEEUNASABRESRES, MERERER.

High pressure cutting fluid or compressed air jets aids in smooth chips evacuation.
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Ordering Note: In Addition to the Standard Tools Shown as Above, We Also Offer Non-Standard Tools. Contact Your Local Sales Department for Details.
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High Performance Solid Carbide Cutting Tools

Ball End-mills
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(mm) | (m/min) | (mm) (mm)| (mm/z) {m/min) | {mm)| {mm)| (mm/z)
RO.5 40~ 55 0.015 50~70 0.016
R1.0 85~ 105 0.022 110~ 140 0.026
R1.5 130~ 150 0.03 170~ 200 0.036
R2.0 170 ~ 200 0.036 230~ 270 0.042
R2.5 200~250 | 0.1D | 0.3D 0.04 300~350 | 0.05D @ 0.1D 0.046
R3.0 250 ~ 300 0.042 350 ~ 400 0.048
R4.0 320 ~ 360 0.06 480 ~ 520 0.064
R5.0 320 ~ 380 0.063 580 ~ 630 0.08
R6.0 330 ~ 400 0.082 580 ~ 630 0.079

1, FREGIHNSBERUIRBREENEx4E (&) MTHHEN. TRSEREAN, HEKEEERSY.

The cutting parameters are based on the tool extension length being less than 4 times the diameter of end mills.

Plezse adjust the related paramsters if tool extension is excessive.

2, EAAMEREEMNNE, RAABENERETAGNE, RERENSESY. BE4FER, FEEBRTNSMN,

The use of high precision and rigid machine, chuck and firm clamping are requested to enable a cutting tool to exhibit efficient and
consistent performance. Itis suggested to reduce the cutting parameter in case condition is insufficient,

3, EMERERUE RS A BEERRE, DR R

High pressure cutting fluid or compressed airjets aids in smooth chips evacuation.
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Ordering Note: In Addition to the Standard Tools Shown as Above, We Also Offer Non-Standard Tools. Contact Your Local Sales Department for Details.
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