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1. 240 7Z$|JFH IcHh=>T Catalog information

o HA A ADTEE . TNTmMmBATRELTVET,

All units of the product size are written with mm.

o M DHAI. BHE. MELHICEETY . MA. MBI EEETHEIIZEL,
Our product is abundant in both kinds and materials. Please confirm the tool name, the tool
number, and the specification, etc. well.

® XD . AHZOT D [FEF] & HESESLY,

Please specify the tool number when you order.

o KA 2O hDMEERTEICILHEBIIESEFNTOEEA,

The consumption tax is not included in the amount of the price display.

o KAHAOJICERENDARIL. 2026 F1 AHRENDHDTY,

The content of the description is the one in this catalog as of January,2026.
O KA DWW MEATIHRUBRSMASNTOET DT TR AREEDPERICLDHE
HUET, FOITHEIZZL,

The size and the specification, etc. might change because the research improvement is always
added about the product. Please acknowledge it beforehand.

2. t}]ﬁllI,Eca) Z.’. ﬁm (:57:: 2 T Observe these precautions for safe use

1 . —ﬂﬂ‘]ﬂ!ﬁb\ﬁﬁglﬁ General precautions

* YHITEZ2ZERA DRI EIRFIED/=HREH/N—DFE - FEAHT 2 FEBRLTZEY,

When using cutting tools, install a safety cover and wear protective goggles for prevention of danger.

 YIEI TEMRHIIER ISRV RE. iV (FICBELERM) VO FMEF > TOEY, o ERPEELAHOOITEE
THIET2EPHYUET,

While cutting tool materials are very hard, they are also characterized as brittle materials(especially the
cemented carbide tool materials).
Therefore, impact or excessive tightening may cause breakage.

» PHITEMFHITFERPEB R EOMKIETERITILBERTEZREZTOTRERBISGEREL TS,
If cutting tool materials become corroded due to cutting fluid, lubricant, or other moisture, their strength
will be reduced.Care should be taken regarding storage conditions.

c MTICLZRRRBDREEEFHIET H7=8. CERARNICITLT TEDSFEE CHERICAEEL,

In order to prevent generation of defective works, be sure to check the dimensions of tools before use.

s TEARFROEHUANDFERIZLEWTEEN, BB OEIUIERICHERTY,

Use tool only for the specified purpose, otherwise breakage will result, which is very dangerous.

2. t)Jﬁ'lIEEiJHIT%F%@iI%;IE Cautions regarding machining of cutting tools

o BIfERFICIIMNELG SEICRELET SRR TIERIFELRGEVHIETOT. HiREBZREL.
REVRAVEOREEZBHEV BV E - BEESFIHBELGEE KEFRTRESTZEL,
A large quantity of dust is generated during regrinding. Inhalation of large quantity of dust may be harmful
to your body, so use a ventilation equipment and protective gear such as a protective mask. If the dust, etc.
comes in contact with your hands, wash them thoroughly with soap and water.

o PIEI TEMFHSE, REIRBICKBEDPELKETI2EDHUET BIFERICBROBEDRVCEEHEFILTHERL
TLEERLY,
The strength of cutting tool materials may be lowered substantially depending on the condition of the surface.
Check that there is no crac ks after regrinding.

o L—H— BRNETY—X T TEEBRIPADZLEDHIET,
AP MHBERNDY—F T3 TEHRV T,
Marking with a laser or an electric pen may cause cracks. Avoid marking in the portion that is to be subjected
to stress.

s WELEDHBREEIIEHDFERERIETDTHRHIZEY,
Remodeling or other change in specifications may cause an accident.
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3. v—YMRF Guide lines to Icons

FIFAK Cutting edge Form ZDfth Others
’Nl/ helix angle .
%ﬁ&)*gﬁ’&%bi;o 9o° ﬁﬁﬁmpomt Angle YIEISRAF cutting Conditions
Shows helix angle of cutting part NEBOFHAERLET PEIEGOBHN—TERUET
a1 D ’ Shows point angle of cutting 7 o
L=E%JL R=Fx7L part Shows catalog page of cutting conditions.
L=Left helix R=Right helix ’

I_Ex’ Straight Flute ﬂ;ﬂ Number of flutes
NEHPEHNERLET, NEERLET,
Cutting part shows straight flute. Shows number of flutes.

REALIE Surface Treatment
(o] (ALY 3= B NOEE S ::))

OK Hard Coating for Reamers
BEHSEC MEFRMICEN-BE) —vERAEEKEI-T1JTY,

The hardness is high and excellent at abrasion resistance, is the thin-
film coating specifically for the carbide reamers.

OKa—h7LI7 AL

A OK Coating Premium

ﬂK- T EERE M - T B - A ICBN THY . EELIHIP FIRETT

Iyl Outstanding resistence to wear, heat and sticking,then High-
speed cutting is possible.

OK/\N\=—[R3=—P oK Hard Coating

OKA—MHL THEER L5 B0~ F 12T TF s t27 DLCO—bpPure DLC
BREATPTHA & FORHIH L THEGEIN TEETT, TSRS BREE BN THYUET,
The coating that aimed at a performance enhancement for OK Outstanding resistence to sticking for aluminum or copper.

coat. High-speed cutting is possible for the difficult materials
such as the high hardness materials or heat-resistant alloy.

O&ZFI—T1 V7 DBER O&d—T 1/ DIIAE

Feature of each coating Processing area of each coating
MOK d— bk 7L X7, OK Coating Premium PrE——
° ﬁ;Ea) OK d— I\ jﬁé 6 ‘&:‘E{t [/s mErEL‘*&ﬁUﬁ(Cﬁﬁﬁo hig;'%-fccd Ferrous work material

The conventional OK-Coat(A) further evolves and
covers a broad work material.

- — gD 5 . HRC55 £ TOREMICESD £ TINIrIHE,

A et N

Y-H N—K)'

g OK-AJ—h7LE74 |

|
It can cut from general steels to hardened steels(HRC55). i : :
; i
b3 OK-HR | i
5 . !
ot OK /A=RFJ=M1)=7H) OK Hard Coating for Reamers cutting : ,'

- BEY-VEROMEREICENEEI-T 1. peed
Thin film coating excellent in the abrasion resistance for
a carbide reamer. e m m > =R

. E E;‘Fﬂiﬁ-ﬁb\%({\ d—54q 75;(: K (,) . *Il.-l (,) g);ﬁ green ngterjal HEIHEE HRC high hardness
WREIMICTRAEZRIELET, hardness
By the coating film that self-lubrication characteristics
are high, it bring out the durability to the tenacious work

7

materials.
m , _ O&I—T 17 D¥FE
OK /N\—F 3—h OK Hard Coating Characteristic of each coating
P/ EEBEDBERRIE. BA%EEDD.
A super-hard film in the nanocrystalline structure has I-TAVTRH|  (qyy BECC) (K)o e work

Oxidation start: Coefficient of
temperature | friction(Dry)

Coating name

the super heat-resistance that can cut the hardened materials

material(HRC65).

Hardness

-HRC65 £THOMHESE. mEMIMAIETT . OK-A iRl
(M3t GMIEEE 4 5. X UEE 2.5 ) (OKa—p) | 3200 1,100 035 55 02
In the area till HRC65, high-speed processing is possible. R

Carbon Steel
OK-HR | 3,200 1,100 0.35 Stainless Steel

Nonferous Alloy

L Ea217 DLC J—p Pure DLC Coating

OK-H 0.3g BARMAMHRES

-[E27 DLC O—h] &, ZEILT 7 ABED K . 3,300 1,200
iﬁﬁ—(~ g“r _\,,;E~/ K‘:~Eb\g%ﬁ¥&éﬁotw~ (/\ I\) Hardened Steel
BIC7I I8 (A5052) R EDMBEMICEN. FLiae Hae

AR EDREZICH L TEBVHREIBOINET. Ea7DLC | 7,000 550 0.09 Al/Cu Alloy

"The pure DLC coat" is a carbon film of the amorphous

structure.Because it has the abrasion coefficient that is S4VEVR(BE)

near to a diamond, it is particularly superior at adhesion Diamond (reference) 10,000 600 0.08 -
resistance such as the aluminum alloy (A5052). And it

has the effect that is high for lopsided attrition of the XFI)AVTFoTF—aviElc kB Hy s

copper too. It converted nanoindentation hardness into Hv.
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SP:/IJ_X ﬂEI’ FE’L SP Series Endmills

REWE 3B 275 i | NEES | UEEE ) BEE
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
ok-A SP—Z 283 | SPSED2A | ©1~25 @
Premium 30 - — )
WA A/IF7IURIN P12
0K-A SP Series Square Endmills 4;*5? SPSED4A 0225 %
Premium
ok-A O S#X | SPSEE3A | ¢3~20 e —
Premium 45 SP/ J—% - e — 13
B N(AUIURIL P
ﬂK-A SP Series High Helical Endmills 4;1*5? SPSEE4A ©3~25 %
Premium
283 | SPSEE2GA | ©1~12 — e ————
Premium
rpi4d
ok-A X ) SBY | SPSEE3GA | ©3~20 e ——
Premium 9 %I]Pj;/\ljl’_x ———)
R < .
0K-A SP Series "GO-RIKI MILL 4;1*51}_] SPSEE4GA ©3~25 U —
Premium T ———
P15
oA AT | SPSEESGA | ou-2s AR N———
Premium
o I il el R . ——
P /R SP Series "ZAKKURI MILL" SNT
P16
<% SPU—X BAiRIV 4#%) .
/R 33 Seﬁes)wbrﬁof-jg?ﬁf Endmills ANT SPSEE4VA #3~20
Yo u)NE
ok-A 3°/R SPL—X SBX | SPSRD3ZA | ©5~20
Premium - —“ type” 3NT
20 387"{2?7%>El¢d5')"l’ P17
eries Roughing Endmills v
oA E R
LR (SPU—X ) _ )
grle(’;ﬁ /R R—=IVIURII Fof%%zv?;s SPSBD2A |05~125R % P18

SP Series Ball Endmills

HP 1)—X 8B I/FIJV vp series Endmils

RELE 3L E 275 i WIS | NEEHHE 58 1BRE
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
g | HPS)—X SUSH ge————
@ E2A SUS BRsiRT ST AN %7 | HPSUS4SHR | 03~20 A= 19
HP Series Radius Endmills for SUS
e | HP> ) —Z SUSH . B
-/R SUSHBFIRI I (a—MAR) 4ANT HPSUS4SH | ¢3~20 \\\ P20
HP Series Vibration-proof Endmills for SUS
v HPS/')—X SUSH - '
% SUSHBSIRI IV (371 7LTE) et HPSUS4MH | ¢3~20 W P20
HP Series Vibration-proof Endmills for SUS
g HP>)—X SUSH . N—
% SUSHBRI )V (OVJAR) 4NT HPSUS4LH | ¢3~20 | RESCEECEES P21
HP Series Vibration-proof Endmills for SUS
v HP ) —X SiEEA
m LA mwrE iR L ‘R HPKKS4SH | 05-20 P22
HP Series Vibration-proof Endmills for High-hardness materials
45 _I'_l_P:/ 1) —}:.%'EEEFF]
m P EEERS 7 AN “R7 | HPSCE4H | o4~ P23
HP Series Radius Endmills for High-hardness materials
TR HP2 U — X BiEEH .
m BLY EEERA—LIL RSN | B | HPSBDZH 05 100R ()
HP Series Ball Endmills for High-hardness materials P24
45 Il —Z =iEEA o )
WA BhiR3HNAE—ILIV KIN | EF HPSBE3H | 15~60R S m——————

HP Series Ball Endmills for High-hardness materials
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7’»5 ® ﬂi‘lm EEI> FE’D Carbide Endmills for Aluminum and Copper

REWE| 35 2,75 | MR®S | UEEE SR BHE
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
30 gL $AD2 B —

W7y 2/I7I RN 240 ®1~12
m Square Endmills for Aluminum SADZD
P25
45’ 7IVIH o SAE3
B N AUIURIN 3157 03~20
m High Helical Endmills for Aluminum SNT SAE3D R —
e TJDE“FH SAE3L %
W Ok TURIN 3% #3~20
m Long Neck Endmills for Aluminum 3NT SAE3LD m‘ﬁ ]
P26
S SAE3LF SSSSS—————
45(‘ 73b:“m -~ i~ ¢3~20
P oo oNIoRIN 3#00
m Long Fulute Endmills for Aluminum SAE3LFD
25 R . SAE3Z
IR _ 3 #3~20
m "ZAKKURI MILL" for Aluminum SAE3ZD
P27
| 7VSA SRE3
WA 571 )T RIN S 06~20
DLc Roughing Endmills for Aluminum SRE3D @
Pure
7IVIA SRE3ZL O QS —
WA 774 GIIRIN | ann 06~20 p28
Ll | Zakkuri Roughing Endmills 3NT
m for Aluminum SRE3Z'-D W
DLCH SO - |EESt . sy = S U R - 2T, SR RP e —————— R Y.
Pure :§ |Ball Endmills for Aluminum 2NT
B 5721k 2 06-20 |———— P29
DLC [ttt SAE3LD-R _——

EEEH ﬂﬁ: ’/ FE)D Carbide Endmills for Hard Materials

REE| 2L 2,7 | eS| VEEaE 5 BHE
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
TP N—RRAJIT7IVEIN )
B BR =) sem swewen | oo
Hard Square Endmills (Regular shank) P3°
45 1A F?:7I7’IV RIN .
L) BA 2 55) HD | SHEGLH | 000 | e
Hard Square Endmills (Long shank)
30 |eile 23l
m ] @v5>) 285 SBD2LH |10~12R| G ) | P31

x
i
&l
wa

AlE HP YU —ZHBHREE L,
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REWE

VA 2,7 g | mERE | IERGE 5487 BHE
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
_ P32
L¥a7-Nk ©04~32 $
' 35
Premium
SED2M ]
y AJITFIV I*EJD(ZH}J) 3717 LNER ®1~12
1§ |Sauare Endmills(2 flutes) Medium Type
ok-A SED2MA e ———
Premium
r36
sepaL SE—e———
Cond tvoe ©3-20
0K-A SED2LA
Premium
- e
% N A IRIIV(BH) 37
High Helical Endmills(3 flutes) Hyo)3IN
(slim shank)
SED4 28
[/#15‘3‘3& $»2~32 P S
Resgular Type P40
0K-A SED4A
Premium o o~
% 27 L7 IVRIIV(4HN)
[*§ | Sauare Endmills(4 flutes)
SED4M
IFITL ~
Voo Type 93~12 P41
0K-A SED4MA
Premium
KRR SEE4 | ooz P41
SEE4L
Long Type
% N AYIYRIUAHR) SEE4LA
B High Helical Endmills(4 flutes)
P42
SEE4TL
Slir'ri;ﬁs%ank ®5~22
0K-A SEE4TLA
Premium
45 NE VRIS Ov I NE .
grle(mﬂ R Hig;rHeligal En/dn':ins(s f(lute*gﬂ) Long Type SEESGLA #6~20 P43
yoﬁly FE’D Carbide Roughing Endmills
REWLE xILf =2p % NS | NEHR VAN ) BEE
Surface Treatment | Helix Angle Name Specification Product code Diameter range Appearance Catalog page
EKmA % @L’é’.?. Zolhﬁgzndmﬁs i aNT SRE4GA | ©6~20
P44
VROV T574 9T URIN | asm .
grgn-ﬂuAm /R Long szg7hing Endmi I\\ ANT SRC4LA ¢6 20 IR — ————
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ﬂﬁ59711 > PE,D Carbide Radius Endmills

RELE 2ILF & 1% NS | VEEHHE VAN ) BER
Suface Treatnent | Helix Angle Name Specification Product code Diameter range Appearance Catalog page
30° SCD2 M
dA—7F—RfFITFIN 289 ~
/R CornerjR-adius E!Emills/ b = 2NT ®4~12 P45
ok-A scD2A
Premium
45 il a# - —
gKmA /R ﬁ(];ygz - zs X SCE4A ®4~12 P46
ﬂﬁ;’-:—’bly I{Qib Carbide Ball Endmills
REWE XL f & 1% oS | UEEHHE VAN BER
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
L¥215—
vy SBD2 0.5~12.5R = P46
Regular shank
O% F—ILIVRIN(2 -
/R ;j;\ll Endmillsé If\lu;es) ( H}J) V5543 SBD2L & m—
Long Shank 1.0~12.5R P47
ok-A SBD2LA e
Premium
BEOIHII/KNIIV cabide srazed namils
REWE XILf ¥R 1% oS | UEEHHE VAN BEE
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
LE¥15—
e L¥a5-X&|  BED2 | 920~50
AJITFIVRIN(28R) P48
Square Endmills(2 flutes) OvSNE
n¥70% | BED2L | ©20~50
30 5—
7 L¥2095 BPD4 | ox0es0
P49
AIJIF7IV/RI(4 OvoNE "
Smgre En7dmills/(4l:laes)( Hﬂ) Long Type BPD4L $20~50
ﬂéﬂﬁﬂf BPD4U | 920~50 P50
ype

Fin 275

1%

k&=

Fl),b Carbide Drills
RELE

XEEEmH

SMER BEE

Premium

Drills with Counterbore

Surface Treatment| Point Angle Name Specification Product code Diameter range Appearance Catalog page
2D (S1apigid) P52
2D(external SDX2A | $05~130 0
Premium coolant
o supply) r53
4D (518B#aid) r54
. ablexternal | SDX4A | $30~200 2
G | RETR SRV Y)Y RRIL GEHEY) supply) r55
Solid Drills for Steels N
: 3D (PaB#aid) 6
OK-A (\ (High Power Type) Séggltaer:?al SDOX3A 63.0~130 P52
Premium
supply) p57
5D (PIEBi&iH) r58
ok-A 5D (nternal | SDOX5A | 93.0~130 2
Premium
supply) r59
Brsirr | SN
or cast iron ®0.5~13.0
e d Nonferous 60
18 SIS °" alloy P
] soiic orills - pé2
DLC| AT S PO Q=== ————
and copper
- [EEEIN e e - ——
" Fiat S/hort Flat Drills7 ) For steels SDFAS $3.0~120 e — P63
= — . 64
777b » N | Fol::| P
2 F|7at7orﬁsM\ )y i SDFA | ©1.0~200 ] és
- WS NS
135" |4 . #m
0 B mrrRim) SR | spza | wewnz P66
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ﬂﬁ H| m‘) IE Solid Carbide Countersinks

REILE Seim B TR T RNmigs | UEEHE 587 o) =]
Surface Treatment| Point Angle Name Specification Product code Diameter range Appearance Catalog page
~ —KI
ig BRI 209 | o100 P68
coaa-s L —
AN NSRRI D), 2 . = ————
g,'e(mﬂ IR Poi?tﬁiu-{f;rr ﬁ:ll\\/llat:h)ine[/ 2*'%? SNPDA ®3~12 P69
U—F1GRYIL 2 . — =
E L)eadinjg-D’glgal\ J 2*5? SDLA ©3~12 -— . == P70
z& 283 SVM & \*
E)[/ 30°%x> L -
Egﬁted Endmills Rigﬁt’\ﬂenx ®3~20 P71
w7 svma aaE———
M am s m s wa s
P72
W) &S vuorEmynys— s cessas | oewr2 -
P,e,;ium ﬁ Countersinks 3NT h
E (LF15—2v29) it ©3~12
0K'A Herical Countersinks (Regular Shank) HCS3A g “I
Premium
P73
—
~upnERYAyE— | o HeSt € e —
E (Argo+v>y) 3NT ®4~12
nK_A Herical Countersinks (Long Shank) HCS3LA
Premium
QCS3 »oR e = - :
QR AHyE— 38X '
Spherical Chamfer Cutters 3NT 5_S9R P74
gK'.A QCS3A @“
RCS3 "IF
REERY DY Z—
R-Countersinks 33*5'?] 0.5R~5R P75
[PlK-A RCS3A :H
Y )l/ VA —
0| CENEZMEBYDYE= | SBD | WESSA | e25~10 —_——
m‘ P76
OV5 41 1 oy
oA DL7Z7NERIAIE= | 3D | WCSSLA | o510 | e
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ﬂﬁ IJ — 7 Carbide Reamers

RELE 2ILB 2L ¥R Tk Kmbgs | UEEH SR BER
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
CSR(M) | ¢0.97~200 8
(=B #BfES a—PM)—7 va—ts17 "
rn |Carbide Short Reamers Short type 81
ol csRFM) |ws  —
Hard
CCR(M) —————
n>¥7547 0291205 P82
oHR CCRF(M) —
] B3 [Pl T SV DR £
e |Carbide Chucking Reamers B
BCCR $125~30.0 | e , | P83
KLIEAT
Top solid type
BCCRT 0125300 = —= | p84
va-hs17 CHRS(M) |02%~1205 e 1
30 Al 1)— ayJya47 » e
_/|_ Ej%e HeJIiCj;{:{l;a{wrs7 Lgng type CHB{M) 02.95~12.05 %}E P86
KLIELT —_———
Tomeamwne|  BCHR | 0125-300 | e | P87
CPRS(M) g 88
S - P
va—haq7 9295~200 5
P
UK-HR CPRSF(M)
Hard
35 R AR e
/L Car?)%e Powerful Reamers e CPR{M)
n¥7547 02.95~12.05 =10)
ot CPRF(M) Zz e
EL9817] BCPR  |o121~300| Emaae— = | pO1
— )
CERS(M) | on
S P
va—haqs 0195~200 3
- P
ELE CERSFIM) L ——]
Hard
CER(M) == ;
VR BEIVRIF—7 055847
/R Cark?ge End Cuttzg!gan{ers Long type 029~1205 P94
oHR CERF(M) ———
EL7817]  BCER | 0125~300| § pO5
IR=IUfs
ﬁh i-rjm-terna1F CEOR(M) | 495~1205 P96
coolant supply]|
OI&HdR _.IS/R va-hS17) CKRSH(M) |02%-~1205 pO7
= BRE/N—R)—2
8 m | Carbide Reamers for Hard materials L¥15—417
15—
OKHHdR A o ael| CKRH(M) | ©29~1205 rPO8
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ﬂﬁx 9’»‘1_ Solid Carbide Slitting Saws

REWE 2VLE &R 1% NmiEs | UEEHE VAN ) BER
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
EX ORI UL e P KREL . ‘.
oy |Screw Slotting Cutters Without Boss SSF $20~45 w P1 00
EB3) | )Y R X &IV — K2 “
BZrr |Vetal Slitting Saws With Boss SMS #50~125 P101

it ﬁﬁ'ﬁ“ja— Carbide Milling Cutters with shank

RELE 20V A

Surface Treatnent| Helix Angle

20

Name

1%

Specification

RamiES

Product code

paJE i

Diameter range

SVER

Appearance

BER

Catalog page

ABIEI_TS Hya— Ty
0K-A B [t e TV STSCA 02~8 - 102
Premium il Straight JEINTSHECHEEENEN 0
BIEI-KSHYZ— Sk
0K-A B3 [t A JIK SKSCA 02~8 e 103
ECUTY | GEEELY (Key-seat Cutters ol
EE” ‘ya— Carbide Milling Cutters
FEME XV LA &R T Nags | NEHEA 51 BEHR
Surface Treatment| Helix Angle Name Specification Product code Diameter range Appearance Catalog page
T 2 ""
> 5 104
EBN) BREY A Ny &2 — o7t . P
Straight B:'jgd Side Milling Cutters Brazed BSCG ®75~200 (\) z%‘ » S
d r105
e .
BB ZETRYY (KD &— : f »106
}'R Brazed St:%ggerd Side Milling S_gzgi BSSG ®75~200 ag\\;/ S
Cutters 107

10
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2 ( W | ZxILA | KEwE tJJ‘é’IJ%{ﬂ
Number of Helix Surface Cutting
sPsED A Flutes Angle Treatment | Conditions
30,
SPY)—ZXAYIFIVRIINL 28F-OKI—h LB A °KA

SP Series Coated Solid Carbide Square Endmills (2 Flutes)
Drills
g O EMHDRAT VL AWE TIRIELINT A
. © AJEEAR2MHIOKO—R IV RIIN T,
Countersinks It can cut from non-hardened steels to
‘ stainless steels.
‘ L
Reamers .
o = ~TiE size E (S
(L % Standard price =) g ’% Standard price
Product No. Product No.
s"“'}','fg‘as'aws SPSED2A010| 1 | 25 | 45 | 4 1,600 | SPSED2A100| 10 | 22 | 70 | 10 5,800
SPSED2A015 | 1.5 4 45 4 1,600 | SPSED2A120| 12 25 75 12 8,500
SPSED2A020 | 2 6 45 4 1,600 | SPSED2A140| 14 32 90 16 19,000
Cutters SPSED2A025 | 2.5 8 45 4 1,600 | SPSED2A150| 15 32 90 16 19,000
SPSED2A030| 3 10 45 6 2,100 | SPSED2A160| 16 82 90 16 20,300
SPSED2A040 | 4 12 45 6 2,200 |SPSED2A180| 18 40 | 105 | 20 35,700
SPSED2A050| 5 15 50 6 2,400 | SPSED2A200| 20 40 | 105 | 20 35,700
SPSED2A060 | 6 15 50 6 2,400 |SPSED2A220| 22 40 | 120 | 20 | #—=T7Afit&
SPSED2A080 | 8 18 60 8 4,100 | SPSED2A250| 25 45 | 120 | 25 | A—TAfit&

HP series

for Aluminum

XSPSED2A220,25013 £ ER TICOEEERVERYET,

for Hard
Materials

Square

Roughing

Ball/
Radius

Brazed

( B f)J‘ﬁ"J%{ﬂ
Number of Helix Surface Cutting
SPSED4A Flutes Angle Treatment | Conditions
30,
SPY—ZXRAZIF7IVRIL 4#F-OKI—h tm S% A

SP Series Coated Solid Carbide Square Endmills (4 Flutes)

¢dh6‘

O EMMOAT UL AFE TIRIELVINTIA
AIEERAMTIOKI— NIRRT,
It can cut from non-hardened steels to
stainless steels.

B T ST size TR

&
o= Standard price ) Standard price

Product No. Product No. ¥

SPSED4A020 2,200 |SPSED4A150| 15 | 32 | 90 | 16 20,300

SPSED4A030 2,400 SPSED4A160| 16 | 32 | 90 | 16 21,600

12

SPSED4A050 2,700 |SPSED4A200, 20 | 40 | 105 | 20 37,000

SPSED4A060 2,700 |SPSED4A220| 22 | 40 | 120 | 20 | #—7Afit&

2 4
3 6
SPSED4A040, 4 12 | 45 6 2,500 | SPSED4A180, 18 | 40 | 105 | 20 37,000
5 6
6 6
8 8

SPSED4A080 4,100 |[SPSED4A250| 25 | 45 | 120 | 25 | #—T7ffil§

SPSED4A100| 10 | 22 | 70 | 10 L3X:10 [0 )l 3 SPSED4A220, 25018 £ E#E T IC DX FEBBRY EBWET .

SPSED4A120| 12 | 25 | 75 | 12 8,500

SPSED4A140| 14 | 32 | 90 | 16 20,300




< [Okazaki

umber of Helix Surface Cutting
Flutes Angle Treatment | Conditions

( P E L f)]iéilJ?i‘dﬂ
N

IVFIN

SPSEE3A

45,
SPYY—ZNAAYIVRIL 3HT-OKI—h LB A oA J

SP Series Coated Solid Carbide High Helical Square Endmills (3 Flutes)

KU
ORI NS EMTETHISFIHER
FEESH BB LI RIITTY.
It can correspond from the roughing to
the finishing. [i:1:00))
-

s i " T size R

oe Standard price

m &

Standard price
Product No. ¥ Product No. ¥

SPSEE3A030 | 3 6 2,500 | SPSEE3A120| 12 | 30 | 75 | 12 10,900 | *%IWJ)—
SPSEE3A040 | 4 6 2,600 | SPSEE3A140| 14 | 34 | 90 | 12 16,500
SPSEE3A050 | 5 15 | 50 6 2,800 | SPSEE3A160| 16 | 36 | 90 | 16 21,600
6 6
8 8

SPSEE3A060 2,900 | SPSEE3A180| 18 | 40 | 100 | 16 31,100 Hyh—
SPSEE3A080 5,900| | SPSEE3A200| 20 | 45 | 105 | 20 37,000
SPSEE3A100| 10 | 25 | 70 | 10 8,100

SP SE E4A ﬁﬂﬁ% dEE ﬂgmﬂ -
Flutes Angle Treatment | Conditions
5 45, s
SPYU—ZNAAYIVRIN 4HF-0OKI—h tB A 9,'5;ﬁ HP %=X

SP Series Coated Solid Carbide High Helical Square Endmills (4 Flutes)

o JHIEMZEBL /=i LN T,

% e«m EHEROSBME EEEERLET. iR

¢ dh6

High helix reduces the cutting force,
2 ‘ and so the slant of finishing is few.
AI9IT
L

77407

S RS 0 = e S A5
bl Standard price L Standard price ;]-(_ v/
Product No. V4 Product No. ¥ 597}

SPSEE4A030 10 45 2,500 | SPSEE4A140 | 14 34 90 12 16,500 a9

3 6
SPSEE4A040 | 4 6 2,600 | SPSEE4A160| 16 | 36 | 90 | 16 21,600
SPSEE4A050 | 5 15 | 50 6 2,800 | SPSEE4A180| 18 | 40 | 100 | 16 31,100
6 6
8 8

SPSEE4A060 2,900 | SPSEE4A200| 20 | 45 | 105 | 20 37,000
SPSEE4A080 5,900| | SPSEE4A220 | 22 | 46 | 120 | 20 | #—7Afit&

SPSEE4A100| 10 | 25 | 70 | 10 8,100 | SPSEE4A250| 25 | 50 | 120 | 25 | #—7Afit&
SPSEE4A120| 12 | 30 | 75 | 12 g0 X101 I 3 SPSEE4A220, 25013 £ E#R T IC DEEBIRY ELWET

13



Drills

Countersinks

Reamers

Metal
Slitting Saws

Cutters

HP series

for Aluminum

for Hard
Materials

<= [kazaki

SPSEE2GA (mHh3n)

SPI)—=Z[@IAIII 28F-OK3d—hk
SP Series Coated Solid Carbide Endmills"GO-RIKI MILL" (2 Flutes)

B3k
Number of
Flutes

I
Helix
Angle

RENIE
Surface
Treatment

tnﬁu%ﬂ
Cutting
Conditions

”

45,
>4

OK-A

Premium

az)

o [AIHIN] =RkiEks1~
FTGORIKI MILL ; = Cutting Edge

Reinforced Type

o fH~eh it EMNT KIS

Rough to medium finish machining

o EHI - EEIMTAFIEE
Heavy-duty cutting and high-speed

machining possible

Square

Roughing

Ball/
Radius

Brazed

14

5 TR . ik size F—
oe % Standard price 20 § Standard price
Product No. V4 Product No. ¥
SPSEE2GA010| 1 25 | 45 4 1,900 SPSEE2GA060 6 15 | 50 6 2,900
SPSEE2GA015| 1.5 4 45 4 1,900 SPSEE2GA080 8 18 | 60 8 6,200
SPSEE2GA020| 2 6 45 4 1,900| SPSEE2GA100| 10 22 70 10 8,600
SPSEE2GA030, 3 10 | 50 6 2,400 |SPSEE2GA120| 12 | 25 | 75 12 10,800
SPSEE2GA040, 4 12 50 6 2,700
SPSEE2GA050| 5 15 | 50 6 2,900
ity = B [3m Eman | opias
SPSEE3GA mHhzn) ot | | e | See,
45,
SPYY—ZBAIN 3HH-OKI—h LB A oA J

SP Series Coated Solid Carbide Endmills"GO-RIKI MILL" (3 Flutes)

S

I

©

<
°
©

o [AlHI)V] =FFkEKEAT
TGORIKI MILL ; = Cutting Edge

Reinforced Type

o fH~rh it EMTICHIS

Rough to medium finish machining

o EHJH| - mEMITAFI4E
Heavy-duty cutting and high-speed

machining possible

Product No. ¥ Product No. ¥
SPSEE3GA030| 3 10 | 50 6 2,800 SPSEE3GA100, 10 | 25 | 70 | 10 9,000
SPSEE3GA040, 4 12 | 50 6 2,900 SPSEE3GA120, 12 | 30 | 75 12 12,000
SPSEE3GA050, 5 15 | 50 6 3,100 |SPSEE3GA160| 16 | 36 | 90 | 16 23,700
SPSEE3GA060, 6 15 | 50 6 3,100 |SPSEE3GA200] 20 | 45 | 105 | 20 40,700
SPSEE3GA080, 8 20 | 60 8 6,500




< [Okazaki

SPSEE4GA ®mH3n)

SPYU—=X BIAHIN 4¥HA-OK3I—b

E4%::

Helix

BYE 4
Number of
Flutes Angle

Il

RENIE
Surface
Treatment

oA

Premium

tJJ‘éﬂJ%ﬂ
Cutting
Conditions

)

SP Series Coated Solid Carbide Endmills "GO-RIKI MILL" (4 Flutes)

o [AIHIN] =RFki{LrAT
FGORIKI MILL ; = Cutting Edge Reinforced

53

==}
o
.e-i

o |

Type
o fHi~ft EINTICHES

o EYJH - SEIMIAAIHE

Rough to finish machining
Heavy-duty cutting and high-speed

L machining possible
[=] *%ﬁﬁlﬂﬁ [=] d-;f Size %Eﬁﬁ*ﬁ
L g Standard price os % Standard price
Product No. ¥ Product No. ¥
SPSEE4GA030| 3 10 | 45 6 2,800 | SPSEE4GA110 | 11 30 | 75 12 12,000
SPSEE4GA040 | 4 12 45 6 2,900 | SPSEE4GA120| 12 30 75 12 12,000
SPSEE4GA050 | 5 15 | 50 6 3,100 | SPSEE4GA140| 14 | 34 | 90 16 23,700
SPSEE4GA060 | 6 15 | 50 6 3,100 | SPSEE4GA150| 15 | 36 | 90 16 23,700
SPSEE4GA070 | 7 20 | 60 8 6,500 | SPSEE4GA160| 16 | 36 | 90 16 23,700
SPSEE4GA080| 8 20 | 60 8 6,500 | SPSEE4GA180| 18 | 40 | 105 | 20 40,700
SPSEE4GA090 | 9 25 | 70 10 9,000 | SPSEE4GA200| 20 | 45 | 105 | 20 40,700
SPSEE4GA100| 10 25 70 10 9,000
A S (2] e e )
SPSEESGA miHhzNn) |l || o,
45,
SPY—X BIAZL 5#F-OKa—h tB A oA J
SP Series Coated Solid Carbide Endmills "GO-RIKI MILL" (5 Flutes)
AT | EEMT || EMI | AEMT
% 5 ‘ %‘ 0|0 0|0
o
=Y AS)
T o fH~{t EANTICHTS

Rough to finish machining

o EYJH - HEMIAAIHE
Heavy-duty cutting and high-speed

machining possible

S RS 0 e S RS
L Standard price os Standard price
Product No. V4 Product No. ¥

SPSEE5GA040 | 4 12 45 6 2,900 | SPSEE5GA120| 12 30 75 12 12,000
SPSEE5GA050 | 5 15 | 50 6 3,100 | SPSEE5GA160| 16 | 36 | 90 16 23,700
SPSEE5GA060 | 6 15 | 50 6 3,100 | SPSEE5GA200| 20 | 45 | 105 | 20 40,700
SPSEE5GA080| 8 20 | 60 8 6,500 | SPSEE5GA250| 25 | 50 | 120 | 25 | #—7 itk
SPSEE5GA100 | 10 25 70 10 LMo Lo Jo M 3 SPSEESGA250I3 4 ER TICDXTEBRY ERVET .

D)2

[0

X2 )—

hya—

15
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N | xTLE | ZEME | IEISE

SPSEE3ZA (itizvs{ea) e |
1- Flutes Angle Treatment | Conditions

SPY—X #ysUL 3HF-0Ka—h LB ** 9,'5;&

SP Series Coated Solid Carbide Endmills "ZAKKURI MILL" (3 Flutes)
Drills
e - 2| eUVRAFYTTHEEY. ZLTEOEEMN
&l s T AT LREE BB T VR TT,
Countersinks — A plunge cutting feed is non-step, and
slotting is possible.
b
L
Reamers .
s BAE A 5 A size A s
5 % Standard price oe % Standard price
Product No. V4 Product No. ¥
Slitml%laslaws SPSEE3ZA020| 2 | 4 | 45 | 4 2,600 |SPSEE3ZA080| 8 | 19 | 60 | 8 6,500
SPSEE3ZA030| 3 6 45 6 2,800 | SPSEE3ZA100 | 10 22 70 10 9,000
SPSEE3ZA040| 4 8 45 6 2,900 | SPSEE3ZA120 | 12 | 26 | 75 12 12,000
Cutters SPSEE3ZA050| 5 10 50 6 3,100 | SPSEE3ZA160 | 16 32 90 16 23,700
SPSEE3ZA060| 6 13 50 6 3,100 | SPSEE3ZA200 | 20 40 | 105 | 20 40,700

. N BJD#}SI ] por ZH/Il/ﬁ iéﬁfmii kJJciéiIJ%#
s Ps E E 4 VA (PRI IV) e’ Koo | romtmen | onatens

. %5 138,

HP series | SPSU—ZBSEIL  4K-OKI—h tB 38 oA J
SP Series Coated Solid Carbide Vibration-proof Endmills (4 Flutes)

for Aluminum

=2 e FEHEIMADIMICEY. EEVUEKIE
for Hard ) g CHFITEBIURINTT.
Materials S Due to its unequally-positioned each cutting
edge, deflection rate is dramatically
reduced.
Square T
Roughing ‘
Ball/ o =R AR o ~TiE size St (AR
Radlus Standard price o g Standard price
Product No. d ¥ Product No.

Brazed
SPSEE4VA030| 3 (10|13 (2.8/45| 6 2,800 |SPSEE4VA090| 9 |20 |30/8.8/70| 10 9,000
SPSEE4VA040| 4 |1215|3.8|45| 6 2,900 SPSEE4VA100|10|25|30(9.8/ 70|10 9,000
SPSEE4VA050| 5 (15|18 (4.8/ 50 | 6 3,100 | SPSEE4VA110| 11 |25 |36 [10.8/ 75 | 12 12,000
SPSEE4VA060| 6 | 15/20(5.8|/50| 6 3,100 |SPSEE4VA120|12|30|36 [11.8/75| 12 12,000
SPSEE4VA070| 7 | 15|24 |6.8/60| 8 6,500 |SPSEE4VA160| 16 |36 |45 [15.8 90| 16 23,700
SPSEE4VA080| 8 |20 |24 |78|60| 8 6,500 |SPSEE4VA200|20 | 45|55 [19.8105| 20 40,700

16
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SPSRD3ZA #)sikrn5744)

SPII—=X ¥y 574273 3HH-0OK3I—h

SP Series Coated Solid Carbide Endmills "ZAKKURI ROUGHING MILL" (3 Flutes)

4%
Helix
Angle

30,
A

RENIE
Surface
Treatment

o-A

Premium

( K
Number of
Flutes

f)Jﬁ"J%{ﬂ
Cutting
Conditions

o)

IVFIN

c =, Kun
AN 3|
@ o;,r;: 2 o Yy UL DREEIRILIEEEE T TR
Li=EREe> 74> I VRIIIVTTY,
9‘7 © The rofghing endmill was added the [0
Y ‘ reinforced performance of "SEE3ZA".
21
. V-7
a s i 5 S size AL
G-I % Standard price oe % Standard price
Product No. Product No.
SPSRD3ZA050 | 5 | 12|15 |4.6/50 | 6 8,000| | SPSRD3ZA120 | 12|26 |36 |11 |75 12 14,300 | *&W/)—
SPSRD3ZA060 | 6 | 15|18 |5.6/50 | 6 8,500| | SPSRD3ZA160 |16 (32| - | - |90 |16 28,300
SPSRD3ZA080 | 8 |20 |24 |72|60| 8 10,600 | SPSRD3ZA200 |20 40| - | - [105| 20 41,700
SPSRD3ZA100 {1022 30| 9 |70 |10 12,400 By a—
SPSRC4A EEAE
Flutes Angle Treatment [ Conditions
N 20, .
SPYU—ZFT74VJIVRIL 4RF-OKI—b tm A UKA J HP YY=X
SP Series Coated Solid Carbide Raughing Endmills (4 Flutes)
C F7IVZH
E _ OMEDT T JMAREOKA—T 12T SEER
= © DR TEYYI- SR IHETEETT =
% 8 It cuts heavily and to high-speed process
by th iginal hing-sh d
p oyg(_ciacili':‘g;a roughing-shape an RHTT
_
‘ 77129
=5 ~HE size a5 F=/
w & Gl & il SYTA
Product No. Product No.
a7t
SPSRC4A050| 5 12 50 4 7,700 SPSRC4A120| 12 26 75 12 13,000
SPSRC4A060| 6 15 | 50 6 7,700 |SPSRC4A140| 14 | 30 | 90 16 23,000
SPSRC4A070, 7 15 | 60 6 9,100 |[SPSRC4A160| 16 | 32 | 90 16 25,700
SPSRC4A080| 8 20 | 60 8 9,600 [SPSRC4A180| 18 | 36 | 105 | 20 36,600
SPSRC4A090| 9 20 | 70 8 10,500 |[SPSRC4A200| 20 | 40 | 105 | 20 37,800
SPSRC4A100| 10 22 70 10 11,200 |SPSRC4A220| 22 40 | 120 | 20 | #A—T Atk =
SPSRC4A110| 11 22 75 10 12,000 |SPSRC4A250| 25 45 | 120 | 25 | #F—T Atk =

XSPSRC4A220,25013 £ ER TICDEEERY ERVET,

17
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2 ( P EMES I tJJ‘élJ%ﬁ
Number of Helix Surface Cutting
sPsBD A Flutes Angle Treatment | Conditions
ang = 30,
SPY—XA—ILIVRIN 247-OKI—h tB S% A

SP Series Coated Solid Carbide Ball Endmills (2 Flutes)
Drills

@ sl o EIELNT— S HOMIICHEL 7 SR

. FX FEET10UMDAR—ILIVRIILTY,

Countersinks R accuracy +10pum and corresponding to

R—— the processing of a wide work material.
Reamers 3% si
l:ll:ll:l % |:I|:|':| % : 115 Size sgflﬁ;ﬁ
Mem Product No. ﬂ L d Product No.

Siiting Saws | | SPSBD2A010 | 05 | 1 | 2 | 60 | 4 2,500 |SPSBD2A070 3.5 | 7 | 13 |90 | 8 6,100
SPSBD2A015|/0.75 (15| 3 |60 | 4 2,900 | SPSBD2A080| 4 8 |14 |90 | 8 6,100
SPSBD2A020 | 1 2 | 6 |70 | 6 2,800 | SPSBD2A100| 5 10 | 18 |100| 10 8,500

Cutters SPSBD2A030| 15 | 3 | 8 |70 | 6 3,000 | SPSBD2A120| 6 12 | 22 |110| 12 | 12,900
SPSBD2A040| 2 4 | 8 | 70| 6 3,000 | SPSBD2A160| 8 16 | 30 | 140| 16 | 36,700
SPSBD2A050| 25 | 5 |12 |80 | 6 3,300 | SPSBD2A200| 10 | 20 | 38 |160| 20 | 60,800
SPSBD2A060 | 3 6 |12 80| 6 3,300 | SPSBD2A250| 12.5| 25 | 55 |180 | 25 |#—7 Afitg

XSPSBD2A250EEER TICOEEERNERYWET,

HP series

for Aluminum

for Hard
Materials

Square

Roughing

Ball/
Radius

Brazed

18
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HPSUS4SH-R

HP)—X SUSABRZ 7 AN  48F-OK/N—K3—k

(om | n& | o8 | v—r [xoin|smue| onee)

Wr=W+= ke

OK-Hard Coated Solid Carbide Vibration-proof Radius Endmills for stainless steel
- g
s 8J e REHE / FFY—KFTT. MIZEMH! it
58 \ © Unequally divided/unequally leaded blades
< i S suppress processing noise!
%L& A ®0.2R. 0.4R. 0.8R &R
1 Standardized as 0.2R, 0.4R, and 0.8R! )
2 | o REILE LWL E OBRMLICHI!
01 Supports high-speed machining of carbon
L steel, alloy steel, etc!
y—v
Pfo'jiuctglio. }JS% Product No.
HPSUS4SH030R02| 3 [0.2| 7 | - | - |45 6 | 3,300/ |HPSUS4SH120R02| 12 |0.2| 30 | 36 |11.8 75 | 12 |13,200) | *¥V/—
HPSUS4SH030R04| 3 |0.4| 7 | - | - 45| 6 |3,300| |HPSUS4SH120R04| 12 |0.4| 30 | 36 |11.8| 75 | 12 |13,200
HPSUS4SH040R02| 4 |0.2/10| - | - |45| 6 |3,300| [HPSUS4SH120R05| 12 |0.5| 30 | 36 |11.8| 75 | 12 |13,200
HPSUS4SH040R04| 4 |0.4/ 10| - | - | 45| 6 |3,300| |[HPSUS4SH120R08| 12 |0.8| 30 | 36 |11.8| 75 | 12 {13,200 | Hv&—
HPSUS4SH040R05| 4 (0.5|10| - | - | 45| 6 |3,300| |[HPSUS4SH120R10| 12 | 1.0| 30 | 36 |11.8| 75 | 12 |13,200
HPSUS4SH040R08| 4 (0.8|/10| - | - |45| 6 |3,300| |[HPSUS4SH120R15| 12 | 1.5| 30 | 36 [11.8| 75 | 12 |13,200
HPSUS4SH040R10| 4 |1.0(10| - | - | 45| 6 |3,300| |HPSUS4SH120R20| 12 |2.0| 30 | 36 |11.8| 75 | 12 |13,200
HPSUS4SH050R02| 5 |0.2/ 12| - | - |50| 6 |3,700| [HPSUS4SH120R30| 12 |3.0| 30 | 36 |11.8| 75 | 12 |13,200
HPSUS4SH050R04| 5 |0.4|12| - | - |50 | 6 |3,700| |[HPSUS4SH160R02| 16 |0.2| 36 | 45 |15.8/ 90 | 16 | 26,500
HPSUS4SH050R05| 5 0.5/ 12| - | - |50 | 6 |3,700| (HPSUS4SH160R04| 16 |0.4 | 36 | 45 |15.8/ 90 | 16 |26,500
HPSUS4SH050R08| 5 0.8/ 12| - | - |50 | 6 |3,700| |HPSUS4SH160R05| 16 |0.5| 36 | 45 |15.8/ 90 | 16 |26,500
HPSUS4SH050R10| 5 |{1.0{ 12| - | - |50| 6 |3,700| |HPSUS4SH160R08| 16 |0.8| 36 | 45 |15.8/ 90 | 16 |26,500
HPSUS4SH060R02| 6 |0.2| 15|19 |5.8|50| 6 |3,700| |[HPSUS4SH160R10| 16 | 1.0 | 36 | 45 |15.8/ 90 | 16 |26,500
HPSUS4SH060R04| 6 0.4| 15|19 |5.8/50| 6 |3,700| |[HPSUS4SH160R15| 16 | 1.5| 36 | 45 |15.8/ 90 | 16 | 26,500 SP =X
HPSUS4SH060R05| 6 0.5/ 15|19 |5.8/50| 6 |3,700| |[HPSUS4SH160R20| 16 |2.0| 36 | 45 |15.8/ 90 | 16 | 26,500
HPSUS4SH060R08| 6 |0.8| 15|19 |5.8|50| 6 |3,700| [HPSUS4SH160R30| 16 |3.0| 36 | 45 [15.8/ 90 | 16 |26,500
HPSUS4SH060R10| 6 | 1.0/ 15|19 |5.8|50| 6 |3,700| |[HPSUS4SH160R40| 16 |4.0| 36 | 45 |15.8/ 90 | 16 |26,500
HPSUS4SH060R15| 6 |1.5| 15|19 (5.8/50| 6 |3,700| |HPSUS4SH160R50| 16 |5.0| 36 | 45 |15.8/ 90 | 16 |26,500 7IVZH
HPSUS4SH080R02| 8 0.2/ 20|24 |78 |60 | 8 |7,200| [HPSUS4SH200R02| 20 |0.2| 45 | 55 [19.8/105| 20 |45,600
HPSUS4SH080R04| 8 |0.4|/20 |24 |78 |60 | 8 |7,200| (HPSUS4SH200R04| 20 |0.4 | 45 | 55 [19.8/105| 20 |45,600 =iEER
HPSUS4SH080R05| 8 |0.5/20 |24 |78 |60 | 8 |7,200| ([HPSUS4SH200R05| 20 |0.5| 45 | 55 [19.8/105| 20 |45,600
HPSUS4SH080R08| 8 |0.8|/20 |24 |78 |60 | 8 |7,200| (HPSUS4SH200R08| 20 |0.8| 45 | 55 [19.8/105| 20 |45,600 AI9IT
HPSUS4SH080R10| 8 | 1.0/ 20 |24 |78 |60 | 8 | 7,200| |[HPSUS4SH200R10| 20 | 1.0 | 45 | 55 {19.8/105| 20 |45,600
HPSUS4SH080R15| 8 | 15|20 |24 |78 |60 | 8 |7,200| |[HPSUS4SH200R15| 20 | 1.5 | 45 | 55 {19.8/105| 20 |45,600 7719
HPSUS4SH080R20| 8 2.0/ 20 |24 |7.8 |60 | 8 |7,200| (HPSUS4SH200R20| 20 |2.0| 45 | 55 (19.8/105 20 |45,600
HPSUS4SH100R02] 10 |0.2| 2530 |9.8| 70 | 10 | 9,800/ [HPSUS4SH200R30| 20 |3.0| 45 | 55 |19.8105) 20 45,600 | Z527
HPSUS4SH100R04| 10 {0.4| 25 | 30 |9.8| 70 | 10 | 9,800 (HPSUS4SH200R40| 20 |4.0| 45 | 55 [19.8/105| 20 |45,600
HPSUS4SH100R05| 10 |0.5| 25 | 30 (9.8| 70 | 10 | 9,800| HPSUS4SH200R50( 20 |5.0| 45 | 55 |19.8/105| 20 |45,600 aft
HPSUS4SH100R08| 10 |0.8| 25 | 30 (9.8 70 | 10 | 9,800
HPSUS4SH100R10| 10 | 1.0| 25|30 |9.8| 70 | 10 |9,800| HPSUS4SH-R R E%
HPSUS4SH100R15| 10 | 1.5| 25|30 /9.8 70| 10 | 9,800 d—+—R
HPSUS4SH100R20| 10 [2.0| 25 | 30 |9.8| 70| 10 |9,800| | 32 | 55 | 04 05 08|10 15/20|30| 40|50

o)
00000 e oo .
0000 0o oo
o000 0o oo !
000 oo oo
0000 e oo !
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( NE | AR | AW | UK | RULE| REWE tﬂﬁ'ﬂ%fﬂ
HPSUS4SH NOERZEDE

J—R
HPY—X SUSHIBSESN a—hFE 4#N-OKN—RI—k =
OK-Hard Coated Solid Carbide Vibration-proof Endmills for stainless steel Short
Drills Flute length _
. o g[ ® 257 L AN TS D M &% M)
fx _ - The processing noise preculiar to stainless
58 © steel!
“A o e>3—h¥ (2D+) T. BMIICEE!
COUﬂtEI'SiI‘IkS S < The short flute length (2D+) is ideal for
. . ) ‘T groove machining!
at#az | o /&% 80m/min LI TRAE S
21 Effective at peripheral speeds of 80 m/min
L or more!
Reamers
&> ~Ti& size o
B & S 8 B s A
Meml Product No Stendirrice Product No. Slendererice
Slitfing Saws : d ¥ :
HPSUS4SH030| 3 | 7 | - | - |45| 6 3,000 |HPSUS4SH090| 9 (22| - | - |70|10 9,000
HPSUS4SH040| 4 (10| - | - |45| 6 3,000 |HPSUS4SH100|10|25|30(9.8|70 |10 9,000
Cutters | | HpSUS4SHO50| 5 [12| - | - |50 6 3,300 HPSUS4SH110 |11 27| - | - |75/12] 12,000
HPSUS4SH060| 6 | 15|19 |5.8/ 50| 6 3,300 |HPSUS4SH120|12 30|36 (11.8|/ 75|12 12,000
HPSUS4SH070| 7 (17| - | - |60 8 6,500 HPSUS4SH160| 16|36 |45 (15.8 90 | 16 23,700
HPSUS4SH080 | 8 |20 |24 |7.8 60| 8 6,500 |HPSUS4SH200|20 |45 |55 [19.8105| 20 40,700

SP series HPSUS4MH (%r NE | 98 | UK | ZVLA|E@ME tﬂ‘ﬁu%{h
OEEZDE

5 flu-xl|2%% 1]
m HPYU—X SUSABES I747LRE 4HX-OKA—KI—h L = =

OK-Hard Coated Solid Carbide Vibration-proof Endmills for
for Aluminum stainless steel Midium flute length

0 A7 L AT IRFF DI TF 24!

The processing noise preculiar to stainless steel!

for Hard o kFMPASMLEEDHEMILICEHHE!
Malerials Supports high-speed machining of carbon steel,
alloy steel, etc!
Medium flute length (3D+) supports side machining!
Roughing
Ball/
Radius . o .
S A5 5 e S RIS
L) Standard price Standard price
Brazed Product No. pV Product No.
HPSUS4MH030| 3 (10| - | - |60 | 6 3,800 |HPSUS4MHO090| 9 (29| - | - |90 |10 11,000
HPSUS4MH040| 4 (15| - | - |60 6 3,800 |HPSUS4MH100| 10|32 |37 (9.8/90 |10 11,000
HPSUS4MHO050| 5 (18| - | - |70| 6 4,100 |HPSUS4MH110|11 35| - | - |90 12 14,300
HPSUS4MH060| 6 |22 |26 5.8/ 70| 6 4,200 |HPSUS4MH120| 12|38 |44 (11.8/90 | 12 14,300
HPSUS4MH070| 7 (24| - | - |80 8 7,900 HPSUS4MH160| 16 | 50 | 59 15.8120| 16 32,200
HPSUS4MH080| 8 |26 (30|78 /80| 8 7,900 |HPSUS4MH200| 20 |62 | 72 [19.8130| 20 49,400

20
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(37551 & 2| U=k | XTI B | REME fﬂ‘éill%%
HPSUS4LH NOERSZ D

U—R
. - o . AR
HPI)—X SUSHBRIIN OYJFHK 48H-OK/N—KI—hk
OK-Hard Coated Solid Carbide Vibration-proof 0 A5 L ABEOHEFINTICEL 7= 5T IR
Endmills for stainless steel Long flute length BEOA—F U HEREALTVET, )%
= It uses a new theeth shape and coating that is
__gl suitable for machining difficult-to-cut materials
538 N © such as stainless steel.
a2 5| e R AMIHEOMTIEEMHL TLET.
© S The processing noise peculiar to stainless steel [i:1:00))
2 \T processing is suppressed.
2 e fiEmMIANOJNEK (5D)
L Long flute length (5D) for side milling
. 3% s ) V==
IRAETA% 0 E A SR RAETAR
Standard price (L) Standard price
Product No. Product No.
roduct No D d ¥ roduct No
HPSUS4LH030| 3 |15| - | - |[70| 6 5,100 | HPSUS4LH100 | 10 | 50 | 55 |9.8|100| 10 13,200 | x4nJ—
HPSUS4LH040| 4 |20| - | - |70| 6 5,100 | HPSUS4LH120 | 12 | 60 | 66 |11.8/110) 12 19,800
HPSUS4LHO050 | 5 |25| - | - |80| 6 5,300 | HPSUS4LH160| 16 |80 | 89 [15.8140| 16 44,900
HPSUS4LH060 | 6 | 30|34 |5.8/80| 6 5,500 | HPSUS4LH200 | 20 |100/110/19.8150| 20 75,600
HPSUS4LHO080 | 8 |40/44 7890 8 9,900 Hya—
HPSUS4SH SUSHBRIR=/L (OK-H) #EZEEISR4E Recommended Milling conditions For HPSUS4SH
HPSUS4SH-R SUSHPSIRS Y7 A=) (OK-H) #E224])ES%44 Recommended Milling conditions For HPSUSASH-R
— —ARAEIE RN - AR - S8 - EH
HHIA Z?-Jl/lﬁﬂ Structual Steels,Carbon S,;_(\ee\s,Alloy Steels,Hardness Steels iR
Work Stainless Steels S5400,555C,SCM.SK.SKD Cast Iron
Materil SUS304,316 ~ 30HRC ~ 40HRC FCD
EIHbERE 100m/min 100m/min 60m/min 100m/min
PHIRH | Gy %0 (mm,/min) meszy | 2D (m/min) | mezsy | ED (mm/min) | ey | 20 (mm/min)
oD om) [t [ maEmT | P [ pEmr M ot wEn M [ men
3 10,600/140~210410~610/10,600) 590 | 790 | 6,400 | 320 | 400 |10,600/710]| 950
4 7,900 [170~250/440 ~660| 7,900 | 590 | 790 | 4,800 | 320 | 400 |7,900|710]| 950 YA
5 6,400 [190 ~290/460~680| 6,400 | 580 | 770 3,800 | 310 | 390 | 6,400 |690| 920 Condition of milling
6 5,300 [210~ 310470~ 700| 5,300 | 580 | 770 |3,200 | 310 | 390 | 5,300 |690| 920 .
8 4,000 |210~310/470~ 700 4,000 | 520 | 680 |2,400 | 270 | 350 | 4,000 |630| 820 SP =X
10 3,200 [220 ~ 320470~ 700| 3,200 | 520 | 680 |1,900 | 270 | 350 | 3,200 |630| 820
12 |2,600 |190~290/410~610] 2,600 | 500 | 660 [1,600 | 260 | 330 | 2,600 |600| 790
16 | 2,000 180~ 260|390 ~590| 2,000 | 460 | 620 |1,200 | 250 |310 | 2,000 |560| 740 HP S)=X
20 1,600 |180 ~ 260|360 ~540/ 1,600 | 390 | 530 | 950 | 220 |270 | 1,600 |470| 640
ap 0.5D 1.5D 1.0D|1.5D 0.5D |1.0D 1.0D| 1.5D
Slotting 7)|,Em

ae D 0.2D D |0.2D D (02D D [0.2D T
K P3~BICTENIDBEF EDEREZEDD SIRD T ARFZEREHS EIFTILEE, Wa

When machining grooves with a diameter of ¢3to @5, start with a slow feed rate and increase it while observing the results. \ 7

=iEER
HPSUS4AMH SUSHMIRSIV (ST47 LAE) HERUIEISHH: Recommended Miling conditions For HPSUSAMH =
HPSUS4LH SUSABHRIIV (OVINER) HREHISR M Recommended Milling conditions For HPSUS4LH
- — AR - R SR - BEB AILT
i X.Tyblm Structual Steels,Carbon Steels Alloy Steels,Hardness Steels ik - < rpr— .
Wotf?/llj:tae\rial Stainless Steels 954003550 SCM.SK.SKD Cast Iron A1) g?&%b‘%i’g%&ﬁtﬁiﬁ‘
~ % CCVUlo
SUS304.316 ~20HRC ~ 30HRC ~40HRC FCD I the cutting depth is large,reduce the 7149
PEa [l 9] Bl 9] [l 3] [l &0 g %D feed rate by approximately 20% to 30%.
D (om) | (mm/min)|  (rpm) | (mm/min)| (rpom) | (mm/min)| (pm) | (mm/min) | (rom) | (mm,/min) *2) ﬁgﬁagag'}{guéggiﬁ*?tg =/
R BIElERE 130m. min 220m.min 160m.“min 135m.min 220m./min Use aris?d a':d recise ;achine ';n‘a ° SUTAR
3 113,800/ 2,070 [13,800/ 2,070 [17,000] 3,060 [14,300| 2,720 [23,300| 4,660 holder. g P
4 110,400/ 1,770(10,400/ 1,770 12,700 2,290 (10,700 2,140 [17,500| 3,850 ’
5 8,300 | 1,660 | 8,300 | 1,660 [10,200 2,050 | 8,600 | 1,890 [14,000| 3,360 Ot
6 6,900 1,520[6,900|1,520[8,500/1,870 | 7,200 (1,800 |11,700 3,160
HP 8 5,200]1,210(5,200/1,210[6,400[1,410 /5,400 1,350 |8,800 | 2,640 BITTENE sice wini
SUSAMH 0O [4,100] 980 [4,100| 980 [5,100]1,220 |4,300 (1,200 | 7,000 | 2,240 4 SR
2 [3500] 910 [3500| 910 [4,250]1,220 |3,600 (1,080 |5,800 | 2,090 / |
6 [2600] 910 [2600| 910 [3,200/1,180 [2,700[1,080 [4,400]| 1,970 \/
20 [2,100] 735 [2,100| 735 [2,550] 940 [2,150| 860 |3,500 1,580
ap 3D 3D 3D 3D 3D
ae 0.1D 0.1D 0.1D 0.1D 0.1D
mE PIHLRE 125./min 200./min 160m.min 130/min 200./min
13,200 1,800 |21,200| 3,800 |17,000 2,720 |13,800| 2,200 |21,200| 3,800
10,000 1,600 |15,900] 3,180 |12,700, 2,280 [10,350| 1,860 |15,900 3,180
8,000 1,440 12,700 2,790 |10,200 2,040 | 8,300 | 1,660 |12,700 2,790

5,000 | 1,060 | 8,000 | 2,020 |6.400 1,480 |5,200/|1.210 | 8,000 | 2,020 #ED7% 20 ~ 30%EE LTLEEL,

3
4
5
6 6.600 | 1,400 10,600 2,670 | 8,500 | 1,970 6,900 | 1,600 [10,600| 2,670 A1) VHABEBNAEREBADEE.
8
10

SUgépl-LH 4,000| 960 |/6,4001,920|5,100/1,330 [4,100/1,070 [6,400 | 1,920 If the cutting depth is large,reduce the
12 [3.300| 790 [5.300[1.590 [4.200/1.090 |3.450| 910 |5.300| 1.590 | |feed rate by approximately 20% to 30%.
16 |2500| 750 [4,000]1.400]3.200|1,020 |2,600| 830 4,000 1,400 0  Frw RIS 5
20 |2000| 700 |3.2001.350 2,550 960 |2.070| 780 |3.200 1.350 ) ‘,;iﬁi.’f%ugg;wgﬁzm’i?
ap 5D 5D 5D 5D 5D Use a rigid and precise machine and
ae 0.1D 0.1D 0.1D 0.1D 0.1D holdor

¥ ft EFNT(2e<0.01D)Z 9 2&HAEFGEDREZ 1/3ITEELTLEEW
When performing finishing (ae<<0.01D), reduce the feed rate to 1/3. 21
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HPKKS4SH N T e e
20l == W == [3% (23]
IPKKS4: NOE RS
HPYU—-X BEER PRIV (C3—bIR)
Coated Solid Carbide Square Endmills for High-hardness materials .;F%ﬁ}gu * FE)—ROREMITICKWIINTHE
Drills (Short flute length) EHUP!
Improved cutting efficiency through stable
machining with uneven divisions and uneven
o leads!
58 ® 4155 HRC60 ETOMIAa4E!
. e Milling is possible from raw material up to
Countersinks 3 HRCE0!
o o BREMITICHLL 72 7L 37 Lt OK-
al**a2 Hard 2—h
Premium coating specialized for high-hardness
Reamers material cutting (OK-H Coat)
_— A i 0 2 STk size e i
Mem L) }J% Standard price = Standard price
o Product No. Product No.
Slitting Saws e D d ¥ RS
HPKKS4SH030| 3 | 7 | - | - |45 6 3,300 |HPKKS4SH090| 9 (22| - | - |70|10 9,900
HPKKS4SH040| 4 (10| - | - |45 6 3,300 | HPKKS4SH100| 10| 25|30 (9.8| 70 | 10 9,900
Cutters | |HPKkS4SHo50| 5 [12] - | - [50] 6 3,700 | HPKKS4SH110|11 (27| - | - |75|12| 13,200
HPKKS4SH060 | 6 | 15|19 |5.8|50 | 6 3,700 | HPKKS4SH120|12 |30 |36 (11.8|/ 75|12 13,200
HPKKS4SH070 | 7 (17| - | - |60 8 7,200 | HPKKS4SH160 |16 | 36 |45 (15.8 90 | 16 26,200
HPKKS4SH080| 8 |20 /247860 | 8 7,200| | HPKKS4SH200 |20 | 45 | 55 19.8105| 20 44,800
HPKKS4SH:SEE ARSIV HIZY)HIS{E Recommended Milling Conditions for HPKKS4SH
—RRIES A - BRRE - S - FIEEHE - Rk . BASRM
At $S400,S55C,SCM,SK,SKD,FDC Sl;.l(ga/O IZZSﬁFB Condition of milling
~ 30HRC ~ 45HRC ~ B0HRC ’ flEmT
MIAE RIEMNT BT BIEMNT BT FIEMNT BT RIEMNT BT
YIHIRE 100m/min 80m/min 80m/min 60m/min 80m/min 50m/min 70m/min 25m/min
SHI
SP series S| DERE | XD | DEREY | XD | EERE | XD | BERE | XD | DERE | XD | BERE | XD | EERE | XD | EERE | XD
(rpm) | (mm/min) | (rpm) | (mm/min)| (rpm) | (mm/min)| (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)| (rpm) | (mm/min)
®D
3 10,500| 1,000 [8,500| 610 | 8,500 | 800 |6,350| 480 [8,600| 760 |5,300| 265 |7,400| 700 | 2,650 | 130
4 7,950 980 (6,350 | 590 | 6,400 | 780 | 4,800 | 470 | 6,400 | 740 | 4,000 | 260 | 5,600 | 690 |2,000| 130
5 6,350 980 | 5,100 | 580 | 5,100 | 780 | 3,800 | 460 | 5,100 | 720 | 3,200 | 240 |4,450| 680 | 1,600 | 130 BT
for Aluminum 6 5,300 970 | 4,250 | 580 | 4,250 | 770 | 3,200 | 460 | 4,250 | 710 | 2,650 | 240 | 3,700 | 670 | 1,300 | 120 :
8 4,000 880 | 3,200 | 500 | 3,200 | 700 | 2,400 | 400 | 3,200 | 620 | 2,000 | 200 |2,800| 580 | 1,000| 120 7o
10 3,200 870 | 2,650 | 520 | 2,650 | 690 | 1,900 | 410 | 2,550 | 630 | 1,600 | 170 | 2,200 | 520 800 | 110 v |
f0r Hard 12 2,650 830 | 2,100 | 500 | 2,100| 660 | 1,600 | 400 |2,100| 610 | 1,300 | 150 | 1,850| 480 650 110 | /
Materials 16 | 2000/ 780 |1,600] 460 |1,600| 620 | 1,200 370 | 1,600 | 580 | 1,000 | 140 | 1,400| 430 | 500| 90
20 1,600 650 | 1,300 | 390 | 1,250 | 520 950 | 340 | 1,250| 510 800 | 120 | 1,100 | 360 400 80
Square ap 1.5D 1.0D 1.5D 0.5D 1.5D 0.03D 1.5D 0.5D
ae 0.2D D 0.1D D 0.03D D 0.2D D
i D) YIDIAHED LB DEEE, EOEEELTIE,
Roughing | o) ##. FrooumBOs2BEOEVEOETEAEEN.  33) PEBRREEHICELZbOBREL TS
RB*&'.V HPSCE4H:SEEERS 7 A3 #BH)EI|ZE Recommended Milling Conditions for HPSCE4H
adius —RABIEFAE - PeIReE - SR - EE - S5k .
WHIA SS400,855C,SCM,SK,SKD,FDC 2T VU
SUS304,316
Brazed ~ 30HRC ~ 45HRC ~ B0HRC ~ B65HRC
INIAE RAIEMNT BT RIEMNT BT fRIEINT BT RIEMNT RIENT BT
YIHLEE | 80m/min 60m/min 50m/min 50m/min 40m/min 40m/min 30m/min 50m/min 30m/min
£0HI N N N N R . . N N
ED ED = ED ED - XD = ED ED ED = XD
Sk | DERBEL B Bl [EE54 [E|ZE54 Bk B2 Bk [Elkire
(mm/ (mm/ (mm/ (mm/ (mm/ (mm/ (mm/ (mm/ (mm/
D (rom) min) (rom) min) (rom) min) (rom) min) (rom) min) (rom) min) (rom) min) (rom) min) (rom) min)
4 6,400 | 940 |4,800| 680 |[4,000| 640 [4,000| 340 |3,200| 830 |3,200| 370 |2400| 580 [4,000| 350 [2400| 210
6 4200| 790 |3,200| 630 |[2,700| 540 [2,700| 320 |2,100| 740 |2,100| 340 |1,600| 530 |2,700| 320 |1,600| 190
8 3,200 | 750 |2,400| 540 |2,000| 520 |2,000| 270 |1,600| 670 |1,600| 300 |1,200| 450 |2,000| 270 |1,200| 160
10 2550 710 | 1,900| 510 |1,600| 480 |1,600| 260 |1,300| 620 |1,300| 290 950 | 430 | 1,600 | 240 950 | 150
12 2,100 700 |1,600| 490 |1,300| 430 |1,300| 230 |1,100| 620 |1,100| 280 800| 400 |1,300| 210 800 | 130
16 1,600| 540 | 1,200| 360 |1,000| 330 |1,000| 210 800 | 490 800| 210 600| 320 | 1,000| 170 600 | 100
20 1,300 | 450 950 | 300 800 | 280 800 | =200 630| 410 630 | 190 500 | 290 800| 170 500 90
ap 1.5D 0.5D 1.5D 0.5D 1.5D 0.03D 1.5D 1.5D 0.5D
ae 0.2D D 0.1D D 0.03D D 0.01D 0.1D D

A1) YIDABED EEEEBIDEEF. EDERELTEE L,
E2) . FryIBEIEDSIEEOENEDEERLLEE . E3) UIHPRIFREMICBLIE BDEBEEL T IEE W
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umber of Helix Surface Cutting
Flutes Angle Treatment | Conditions

( S E L fJJiéilJ%ﬂ
N

HPSCE4H
HPI)—X SEER 207 A3 48F-OKN—KI—b LB :45/:! @ J

OK-Hard Coated Solid Carbide High Helical Corner Radius Endmills

e RY 1 XHEE! (R0.2:0.4-0.5-0.8-1.0- g
© 1.5:2.0-3.0:4.0-5.0)
¢di=D-0.2 8 Lots of size R available!
T ; ® £ HSHRCE5X TOI I A AIaE!
] Milling is possible from raw material up to
HRC65! [i:1):° 1)

o SEEMMIICHLL =T LI7 L7ROK-
Harda—h

Premium coating specialized for high-hardness
material cutting (OK-H Coat)

y—=
Product No. Product No. AE2INV)—
HPSCE4HO040R02 | 4 |0.2| 8 | 15|70 6 |5,700| | HPSCE4H120R02 | 12 |0.2| 24 | 42|110] 12 |21,800
HPSCE4H040R04 | 4 |0.4| 8 | 15|70 6 | 5,700| | HPSCE4H120R04 | 12 |0.4|24 |42 |110| 12 |21,800
HPSCE4HO040R05 | 4 |0.5| 8 |15|70| 6 | 5,700| | HPSCE4H120R05 | 12 [0.5| 24 | 42 [110| 12 |21,800] | ?7%—
HPSCE4H040R08 | 4 0.8 8 | 15|70 | 6 | 5,700| | HPSCE4H120R08 | 12 |0.8|24 |42 |110| 12 |21,800
HPSCE4HO040R10 | 4 |1.0| 8 |15|70| 6 | 5,700| | HPSCE4H120R10 |12 |1.0|24 | 42 110| 12 |21,800
HPSCE4H060R02 | 6 [0.2|12 |22 |80 6 | 6,100 | HPSCE4H120R15 | 12 |1.5|24 |42 |110| 12 |21,800
HPSCE4H060R04 | 6 |0.4|12 |22 |80 | 6 | 6,100| | HPSCE4H120R20 | 12 [2.0|24 |42 |110| 12 |21,800
HPSCE4H060R05 | 6 |0.5|12 |22 |80 | 6 | 6,100 | HPSCE4H120R30 | 12 [3.0|24 |42 |110| 12 |21,800
HPSCE4H060R08 | 6 [0.8|12 |22 |80 | 6 | 6,100|| HPSCE4H160R02 | 16 |0.2|32 | 54 |120| 16 |35,500
HPSCE4H060R10 | 6 [1.0|12 |22 80| 6 | 6,100/ | HPSCE4H160R04 | 16 |0.4| 32 | 54 |120| 16 |35,500
HPSCE4HO060R15 | 6 |1.5|12 |22 80| 6 | 6,100/ | HPSCE4H160R05 | 16 |0.5| 32 | 54 |120| 16 |35,500
HPSCE4H080R02 | 8 |0.2| 16 |28 |90 | 8 [10,900| | HPSCE4H160R08 | 16 |0.8|32 | 54 |120| 16 |35,500
HPSCE4HO080R04 | 8 |0.4| 16 |28 |90 | 8 [10,900| | HPSCE4H160R10 | 16 |1.0| 32|54 [120] 16 |35,500 | SP¥Y-%
HPSCE4HO80R05 | 8 [0.5| 16 |28 | 90| 8 10,900/ | HPSCE4H160R15 | 16 | 1.5 |32 | 54 |120| 16 |35,500
HPSCE4HO80R08 | 8 (0.8| 16 |28 | 90| 8 10,900/ | HPSCE4H160R20 | 16 |2.0| 32 | 54 |120| 16 |35,500
HPSCE4H080R10 | 8 | 1.0/ 16 28 90| 8 [10,900| | HPSCE4H160R30 | 16 |3.0| 32 | 54 |120| 16 |35,500
HPSCE4H080R15 | 8 | 15|16 | 28|90 | 8 [10,900| | HPSCE4H160R40 | 16 |4.0| 32 | 54 |120| 16 |35,500] | 7/VH
HPSCE4H080R20 | 8 2.0/ 16 |28 | 90| 8 [10,900| | HPSCE4H160R50 | 16 |5.0| 32 | 54 [120/ 16 |35,500
HPSCE4H100R02 | 10 |0.2] 20 35 [100] 10 [14,600| | HPSCE4H200R02 | 20 |0.2] 40 | 64 [130] 20 |50,200] | =®EER
HPSCE4H100R04 | 10 |0.4| 20 | 35 |100| 10 |14,600| | HPSCE4H200R04 | 20 |0.4| 40 | 64 |130| 20 |50,200
HPSCE4H100R05 | 10 |0.5| 20 35 [100| 10 |14,600| | HPSCE4H200R05 | 20 |0.5| 40 | 64 |130| 20 50,200 | *7T7
HPSCE4H100R08 | 10 |0.8| 20 | 35 |100| 10 |14,600| | HPSCE4H200R08 | 20 |0.8| 40 | 64 |130| 20 |50,200
HPSCE4H100R10 | 10 |1.0| 20| 35 [100| 10 [14,600| | HPSCE4H200R10 | 20 | 1.0| 40 | 64 [130| 20 |50,200] | 771~7
HPSCE4H100R15 | 10|15/ 20 | 35 |100| 10 14,600| | HPSCE4H200R15 | 20 | 1.5/40 64 130/ 20 50,200 |~~~
HPSCE4H100R20 | 10 |2.0/ 20 | 35 |100| 10 |14,600| | HPSCE4H200R20 | 20 |2.0| 40 | 64 |130| 20 |50,200 | 572
HPSCE4H200R30 | 20 |3.0| 40 | 64 [130| 20 |50,200
HPSCE4H200R40 |20 [4.0| 40 | 64 [130] 20 50,200 | B7f?
HPSCE4H200R50 | 20 |5.0| 40 | 64 [130| 20 |50,200
HPSCE4H iR R% \ REXE (277) 02]04[05][08[10][15]20[30]40]50
. ~ A TS J—3+—R
ProductNo. HE | AR \BAR) £R ) AR ¥ lo2]0405|08|10]15|20|30|40]|50
HPSCE4HO40R [ ][] 4 8 15 70 6 5,700 [ ] [ ] o [ ] [ ] - - - - -
HPSCE4HOB0R [1[] 6 12 22 80 6 6,100 [ ) [ ) o [ ] [ ] (] - - - -
HPSCE4HO80R [1[] 8 16 28 90 8 10,900 [ ) o o | O o o | O - - -
HPSCE4H100R ][] 10 20 35 100 10 14,600 [ ) [ ) ® O [ ] [ ([ - - -
HPSCE4H120R ][] 12 24 42 110 12 21,800 (] [ ) [ ] [ ] [ ] [ ] (] [ ] - -
HPSCE4H160R 1] 16 32 54 120 16 35,500 o | O [ ] o | O [ ] o © o [ ]
HPSCE4H200R [[] 20 40 64 130 20 50,200 [ ] [ ) [ ) o (] [ ) [ ] ([ [ ] [ ]
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2 ( W | xvLA | xEws tﬂﬁu%ﬂ
Number of Helix Surface Cutting
HPSBD H Flutes Angle Treatment | Conditions
- . — . 30,
HPU—X BREER A—L IR 28%-OKN—RKI—h tB EA m

OK-Hard Coated Solid Carbide Ball Endmills for High-hardness materials
Drills
@ g8 1~ : ) ¢ o475 HRCE5 £ TOMI A AHE!
N % 8‘ Milling is possible from raw material up to
Sy HRC65!
Countersinks % ¢ ‘ e EREMMIICHLLETLIZ LR
R e OK-Hard 3—h
L Premium coating specialized for high-hard-
' ness material cutting (OK-H Coat)
Reamers
Meml Tj'if ize Tj':f ize 2
Slmmg saws ncll:l % § b4 - Standard price lﬂl % q = 32 Sfa‘rfrfdﬁﬁ
Product No. /_ZR }Jﬁ: }JQE QE mdg ° Product No. /_7\R }]% EE QE *ﬁﬁt 2
C HPSBD2HO010 | 0.5 | 1 2 |60 | 4 5,300 | HPSBD2H080| 4.0 | 8 | 14 | 90 | 8 9,700
uters | psBD2H020| 10 | 2 | 6 | 70| 6 | 4,700 |HPSBD2H100| 5.0 | 10 | 18 |100| 10 | 12,600
HPSBD2H030| 15 | 3 8 |70 | 6 5,400 |HPSBD2H120| 6.0 | 12 | 22 |110| 12 | 16,300
HPSBD2H040| 2.0 | 4 8 |70 | 6 5,400 |HPSBD2H160| 8.0 | 16 | 30 |140| 16 | 40,500
HPSBD2H050| 25 | 5 | 12 |80 | 6 6,300 |HPSBD2H200| 10.0 | 20 | 38 |160| 20 | 64,700
HPSBD2H060| 3.0 | 6 | 12 |80 | 6 6,600
SP series

( % | xvLe | zmoe tJJ‘é’IJ%ﬂ
Number of Helix Surface Cutting
m HPsB E3H Flutes Angle Treatment | Conditions
_ . — . 45’
HP—X SRR BRSMIA—LIVNIL  3H0-OKN—KI—k LB A m

for Aluminum OK-Hard Coated Solid Carbide Ball Endmills for High-hardness materials

for Hard R BIFEEXIL D= HYHHERMERZ A
Materials o2 a FaHAUP!

cutting resistance and increases tool life!

y %_o The R part has a strong twist, which reduces
S

Square o RE5E -3 HIDIEMILY . EEY 5
a3 R <L.‘ HEnET! o
Roughing | 17274 L P i e
o £ HS5HRCB65 £TOMI M AIHE!
Ball/ Milling is possible from raw material up to HRC65!
Radius
Brazed 3 ;
P # s SR
g Standard price
Product No. D d ¥
HPSBE3H030-S3 1.5 3 6 50 3 2,500
HPSBE3H030-S4 1.5 3 6 60 4 2,700
HPSBE3H040 2.0 4 8 60 4 2,700
HPSBE3H060 3.0 6 12 70 6 3,900
HPSBE3HO080 4.0 8 14 80 8 7,500
HPSBE3H100 5.0 10 18 90 10 10,800
HPSBE3H120 6.0 12 22 90 12 14,100

24



< [Okazaki

SAD2D SAD?2

FIZRAAIITFIVRIII 2#H-Ea7DLCO—b FIWIHAYII7ZIVRII 28H-/>—b
Coated Solid Carbide Square Endmills for Aluminum (2 Flutes) Solid Carbide Square Endmills for Aluminum (2 Flutes)
KU
[ mams | VB |ZILA|xEWE|gHE
Productcode | NS | LT | rrestment | Condtions

e -
P 3
53 N | SAD2D
1.0=D=30 33 m 30" m )
| N EZ

@ SAD2
/) . _
4.0=D=12.0 ! o 7IIIANE. EVHRMEHEAERALE. 7R Y-z
AIVRIINTY,

This endmill adopted the sharp edge and the
exclusive use blade shape for aluminum.

El?DLC:l— I\ Pure DLC Coat J>— I\ non-coat

: : i siz x80)=
% B o ® | RS

Product No. Stand;:‘ price P:lol::iuct No. Stand;réd price }JDT,% *ﬁf
SAD2D010 5,400 SAD2-010 3,700 1 3 45 4 hys—
SAD2D015 5,400, SAD2-015 3,700 1.5 4.5 45 4
SAD2D020 5,400 SAD2-020 3,700 2 6 45 4
SAD2D030 6,100 SAD2-030 4,200 3 10 60 6
SAD2D040 6,200 SAD2-040 4,300 4 12 60 6
SAD2D050 7,400 SAD2-050 5,100 5 15 70 6
SAD2D060 7,600 SAD2-060 5,200 6 18 70 6
SAD2D080 9,800 SAD2-080 6,600 8 24 80 8
SAD2D100 13,000, SAD2-100 9,300 10 28 90 10
SAD2D120 17,600 SAD2-120 12,600 12 32 90 12
SPYY=-X
SAE3D SAE3
FIVIRANANJIVRIN 38F-E27DLCO—h FZIWIANAANIIVRIV 3HH-/>a—h
Coated Solid Carbide High Helical Square Endmills for Aluminum (3 Flutes) Solid Carbide High Helical Square Endmills for Aluminum (3 Flutes)
° wom@Re N | ZPLE | RELE | IHISH .
5 Productcoce | Mymberof | el | Surtsce | conmms A
81 . : N — SAE3D
"Rzl o
A -/R I
SAE3
2 ~ 57409
L o 7ILIANE. BV AN REFAL B lh N
24T DIRHILRINTT, =/
This endmill adopted the sharp edge and the IITR
exclusive use blade shape for aluminum. ——
El?DLCj_ I\ Pure DLC Coat />: — |‘ non-coat Tj':f & |:|'7ﬁ
. BRI o 1R '
20 § Standard price 2Lz % Standard price
Product No. ¥ Product No. ¥ D d
SAE3D030 8,000 SAE3-030 5,400 3 10 45 6
SAE3D040 8,200 SAE3-040 5,500 4 12 45 6
SAE3D050 8,800 SAE3-050 5,900 5 15 50 6
SAE3D060 9,000, SAES3-060 6,000 6 15 50 6
SAE3D080 11,800 SAE3-080 8,000 8 20 60 8
SAE3D100 14,400 SAE3-100 12,000 10 25 70 10
SAE3D120 17,600 SAE3-120 14,800 12 30 75 12
SAE3D160 37,000 SAE3-160 29,400 16 36 90 16
SAE3D200 63,400 SAE3-200 52,400 20 45 105 20
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Drills

Countersinks

Reamers

Metal
Slitting Saws

Cutters

SP series

HP series

for Hard
Materials

Square

< [(Okazaki

SAE3LD

FZIWVIROYIRYINAANYIVRIIN 3F-E27DLCO—b
Pure DLC Coated Solid Carbide Long Neck High Helical Endmills for Aluminum (3 Flutes)

o 4 3/
RIS =———
S e |
21 |

o 1 7DLCO—PDBAFFFIEFIRICEKY.
EZORFGHRONET,
The long life of the surprise is obtained by the effect
of the welding prevention of a pure DLC coating.

SAES3L

FIWIHOVTRIINANIIURIN 3H-/>3—b
Solid Carbide Long Neck High Helical Endmills for Aluminum (3 Flutes)

tn‘ﬁu%ﬂ
Cutting

RENIE
Surface
Treatment

i

e NE | xY
J o g E4%:
SRS Number of Helix
Flutes Angle Conditions

B

O T v RATICINA. BRBAZRHBLTVBDT
FEUIMIARIEETY .
Because long neck diameter is thinner than outer diameter,
deep hole processing is possible.

Product code

SAE3LD

45,
>4

SAE3L

Roughing

Ball/
Radius

Brazed

26

EJ.T’DLC]— |‘ Pure DLC Coat J>a— " non-Coat T_ﬁf Size
s & REER O o og | BEOR O oa

Product No. ¥ Product No. ¥ D d
SAE3LDO030 12,400 SAE3L-030 7,600 3 10 15 2.8 70 6
SAE3LD040 12,600 SAE3L-040 7,700 4 12 20 3.8 70 6
SAE3LDO050 13,000 SAE3L-050 8,000 5 15 25 4.8 80 6
SAE3LD060 13,200 SAE3L-060 8,100 6 15 30 5.8 80 6
SAE3LD080 15,500, SAE3L-080 10,500 8 20 36 7.8 90 8
SAE3LD100 23,000 SAE3L-100 16,400 10 25 45 9.8 100 10
SAE3LD120 30,000 SAE3L-120 21,500 12 30 50 11.8 110 12
SAE3LD160 52,000 SAE3L-160 39,000 16 36 64 15.8 140 16
SAE3LD200 88,000 SAE3L-200 68,800 20 45 80 19.8 150 20
FIIAOYSAIVRUL 3KF-E27DLCA—h ZWSRERIAT ARSI KR/ I=
Pure DLC Coated Solid Carbide Long Flute High Helical Endmills for Solid Carbide Long Flute High Helical Endmills for
Aluminum(3 Flutes) 2 Aluminum(3 i'”‘es) e —

© 0 | SAE3LFD m

L

o L1 7DLCI—MDBBRFLERHIRICKY.
EEORFGHRONET,
The long life of the surprise is obtained by the effect
of the welding prevention of a pure DLC coating.

/>:| - |‘ non-Coat

E277DLCAa—N pure bLC Coat

45,
>4

SAE3LF

B

® 027 ¥4k (4D~5D) 1KV, 7V AR TOREYIRINeIEETT .
The long flute specification (4D~5D) allows side milling
with the full theeth length.

- — & size

Product No. ¥ Product No. ¥ D d
SAE3LFD030 12,400 SAE3LF-030 7,600 3 15 70 6
SAE3LFD040 12,600 SAE3LF-040 7,700 4 20 70 6
SAE3LFDO050 13,000 SAE3LF-050 8,000 5 25 80 6
SAE3LFD060 13,200 SAE3LF-060 8,100 6 30 80 6
SAE3LFD080 15,500 SAE3LF-080 10,500 8 36 90 8
SAE3LFD100 23,000 SAE3LF-100 15,600 10 45 100 10
SAE3LFD120 30,000 SAE3LF-120 20,400 12 50 110 12
SAE3LFD160 52,000 SAE3LF-160 37,100 16 64 140 16
SAE3LFD200 88,000 SAE3LF-200 65,400 20 80 150 20
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SAE32ZD sxvanyy SAE3Z

ZIIAYY U 3MH-Ea7DLCO—b FZIIEYYIUIIL 3WH-/>3a—bk
Coated Carbide Endmills for Aluminum "ZAKKURI MILL" Carbide Endmills for Aluminum "ZAKKURI MILL"
Oy o T | xTLFE | RENIE | TIHISG
protot e | bt | | Surtece ]
ok e
45
| 85 L
SAE3Z
21 L L

o fibxV BB T IIIAIRIN

Vertical feed reinforced aluminum end mill

® Zah A B DHEE I T GBI T FRYBAARIE AN LA BT EELS

Vertical feed machining in the Z-axis direction, grooving, and deep cut side machining are possible.

E277DLCa—h pure bLC Coat /23— non-coat % size
Tils 0 3
@ & | QIO a s | BTWR oe iz

Product No. V4 Product No. V4 D d
SAE3ZD030 7,200 SAE3Z-030 5,300 3 8 11 2.6 45 6
SAE3ZD040 7,400 SAE3Z-040 5,500 4 10 13 3.6 45 6
SAE3ZD050 7,800 SAE3Z-050 5,800 5 12 15 4.6 50 6
SAE3ZD060 8,000 SAE3Z-060 6,000 6 15 18 5.6 50 6
SAE3ZD080 10,900 SAE3Z-080 8,000 8 20 24 72 60 8
SAE3ZD100 14,700 SAE3Z-100 12,000 10 22 30 9.0 70 10
SAE3ZD120 18,900, SAE3Z-120 14,800| 12 26 36 11.0 75 12
SAE3ZD160 35,700 SAE3Z-160 29,400| 16 32 — — 90 16
SAE3ZD200 54,200 SAE3Z-200 44,900 20 40 — — 105 20

SRE3D SRE3

FIWIAZT74JI R 3MH-E27DLCO—b FIWVIRAZ742J IR 3WRA-/>a—b
Coated Solid Carbide Roughing Endmills for Aluminum (3 Flutes) Solid Carbide Roughing Endmills for Aluminum (3 Flutes)

C " B ZIE I
WS o g
\ produotcade | MERELST| el | oemen | cons
4 R— e
R
N — SRE3
L .
o L1 7DLCO—MDBEFFLSRICEKY . BEORFGH O 7ILIMDFTEMILICRBEORNERET 5.
"ONET, BRLNS T4 T IURIN,
The long life of the surprise is obtained by the effect of the Demonstrating preeminent power in rough
welding prevention of a pure DLC coating. processing of aluminum.

E27DLCO—N pure bLC Coat />—NB non-Coat

im% Em*ﬁ Tl'ff Size
'ﬁ: g St;:ndard price lﬂl % S::ndard price
Product No. ¥ Product No. ¥
SRE3D060 18,200, SRE3-060 12,400 6 15 50 6
SRE3D080 20,900 SRE3-080 14,100 8 20 60 8
SRE3D100 22,000 SRE3-100 14,900 10 25 70 10
SRE3D120 25,800 SRE3-120 17,400 12 30 75 12
SRE3D160 39,400 SRE3-160 29,000 16 36 90 16
SRE3D200 50,300 SRE3-200 39,400 20 45 105 20

IVFIN

D)2

[0

Y-z

X2 )—

hya—

SP)-Z

HP »Y)-Z
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SRE3ZLD SRE3ZL

FIWIRYYI)ZT74273)0  3H-E27DLCI—b PIWIRYYIIST74293  3H-/>3a—b

Coated Carbide Zakkuri Roughing Endmills for Aluminum (3 Flutes) Carbide Zakkuri Roughing Endmills for Aluminum (3 Flutes)
Drills
(" smogs T | xYLA | w@E | gHIReE
c i | Mmeror| | e CS:;&?;J
i SRE3ZLD m
ountersinks 40’ .
= B[ jam{ 2
‘ SRE3ZL
L \_
Reamers o L1 7DLCI—MDBERFLEFHRICKY. ® O J XY JERICINA. HEX W HSE DEEEX DA EEL
HE2ORFWHHIRFONET, [y o3IV HeeIEm.
The anti-welding effect of the Pure DLC coating In addition to the long-neck design, the 'Zakkurimill' feature has been
provides an astonishingly long lifespan. added, allowing horizontal feeding directly from vertical feeding.
Metal :
Slitting Saws SRE3ZLD:E27DLCO—h SRE3ZLD: />3d—b 3 size
RAEfMAS IREEHAS
E-'I: g Standard price lﬁ: g Standard price
Product No. ¥ Product No. ¥
Cutters | [SRE3ZLDOGO| 14,000 SRE3ZL-060 8800 6 | 15 | 30 55 | 80 | 6
SRES3ZLD080 17,000 SRE3ZL-080 13,200( 8 20 40 7.5 90 8

SRE3ZLD100 25,000 SRE3ZL-100 17,600, 10 25 50 0.5 100 10
SRE3ZLD120 34,000 SRE3ZL-120 24,200| 12 30 60 11.5 110 12
SRE3ZLD160 55,000| SRE3ZL-160 41,400 16 36 80 15.5 | 140 16
SRE3ZLD200 90,000 SRE3ZL-200 76,800| 20 45 100 | 19.5 | 150 20

WW W W W Ww

SP series ( P EES AT fJJ‘é’IJ%ﬂ
:! Number of Helix Surface Cutting
SBD D Flutes Angle Treatment | Conditions
HP series . R 30,
FZIZHAR—IIVRIN 28FH-E27DLCa—b LB _/R m J

M Coated Solid Carbide Ball Endmills for Aluminum (2 Flutes)

l&l%rt lI;I:;(IIS 53 T ) @ o 1 7DLCO—PDBRERIEFIRICK
0 3 V. SEEOINTICRETT .
j" The long life of the surprise is obtained
r R ‘ by the effect of the welding prevention
squa € £ of a pure DLC coating.
L
Roughing
Ball/
Radius
1% size 1B (T TiE size A (AR
=] =}
Brazed & ¢ Str\:ndard price LI S’:’a‘ndard price
Product No. V4 Product No.

2

SBD2D010 | 0.5 | 1 2 | 60 | 4 12,800 | SBD2D080 | 4 8 14 | 90 | 8 14,600
223;88;?) 0-175 1-25 2 sg g :;’:gg SBD2D100 | 5 | 10 | 18 | 100| 10 @ 19,800
sBD2D030 | 151 3 | 8 | 70 | 6 1o:soo SBD2D120 | 6 | 12 | 22 | 110 | 12 | 26,100
SBD2D040 | 2 | 4 | 8 | 70 | 6 | 10,800 | SBD2D160 | 8 | 16 | 30 | 140 | 16 | 49,300
SBD2D050 | 25| 5 | 12 |80 | 6 | 11,600 | SBD2D200 | 10 | 20 | 38 | 160 | 20 | 79,200
SBD2D060 | 3 | 6 | 12 | 80 | 6 | 12,400 | SBD2D250 |12.5| 25 | 55 | 180 | 25 | 144,000
SBD2D070 |35 | 7 | 13 | 90 | 8 | 15,900
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SAE3LD-R

FINIEOYG 2y FAIVRIN 3H-E27DLCO—h
Pure DLC Coated Solid Carbide Long Neck Radius Endmills for Aluminum (3 Flutes)

SAE3L-R

ZIWIROY IV IZIVTAIRIN 38N/ a—b
Solid Carbide Long Neck Radius Endmills for Aluminum (3 Flutes)

KU
S l (" mems N | ZTLA | RELE | YIS
2 S _— prodwroose | MELEL | gl | e CS:;}:Q,Q
| % | %L J 8 | sAE3LD-R - m )
y [i:1}: D)
n Lt )\ A
£ SAE3L-R
L \.
o1 7DLCO—rMDBREHLEMRICKY. BEEORFGHEDS OO JIv I IBATICMA. BRAERNSLTLBDT V==
nE7, REYINIAREETT
The long life of the surprise is obtained by the effect of the Because long neck diameter is thinner than outer diameter,
welding prevention of a pure DLC coating. deep hole processing is possible.
E.‘LTDLC:—l\ Pure DLC Coat /‘/:l—l\ non-Coat Tl'iii Size Xa)b‘/—
& B PR & B REME | W’ 1-f-R UE BTR 58 iz
Standard price Standard price
Product No. Product No. d
s as Trva—
SAE3LD060R05 13,200| SAE3L-060R05 8,100 6 05| 15 30 | 5.8 | 80 6
SAE3LD060R10 13,200 SAE3L-060R10 8,100, 6 10 | 15 30 | 5.8 | 80 6
SAE3LDO080R05 15,500 SAE3L-080R05 10,500 8 05| 20 | 36 | 78 | 90 8
SAE3LD080R10 15,500 SAE3L-080R10 10,500 38 10 | 20 | 36 | 78 | 90 8
SAE3LD080R20 15,500 SAE3L-080R20 10,500 8 20| 20 | 36 | 78 | 90 8
SAE3LD100R05 23,000 SAE3L-100R05 16,400 10 | 05 | 25 | 45 | 9.8 | 100 | 10
SAE3LD100R10 23,000 SAE3L-100R10 16,400 10 | 10 | 25 | 45 | 9.8 | 100 | 10
SAE3LD100R20 23,000, SAE3L-100R20 16,400 10 | 20 | 25 45 | 9.8 | 100 | 10
SAE3LD120R05 30,000 SAE3L-120R05 21,500 12 | 0.5 | 30 | 50 | 11.8 | 110 | 12 P =X
~/ —
SAE3LD120R10 30,000 SAE3L-120R10 21,500 12 | 10 | 30 | 50 | 11.8 | 110 | 12
SAE3LD120R20 30,000 SAE3L-120R20 21,500 12 | 20 | 30 | 50 | 11.8 | 110 | 12 HP S—X
SAE3LD120R30 30,000 SAE3L-120R30 21,500 12 | 3.0 | 30 | 50 | 11.8 | 110 | 12
SAE3LD160R05 52,0004 SAE3L-160R05 39,000 16 | 05 | 36 | 64 |15.8| 140 | 16
SAE3LD160R10 52,000 SAE3L-160R10 39,000 16 10 | 36 64 | 15.8| 140 | 16
SAE3LD160R20 52,000 SAE3L-160R20 39,000 16 | 2.0 | 36 64 | 15.8 | 140 | 16 =iEER
SAE3LD160R30 52,000 SAES3L-160R30 39,000 16 | 3.0 | 36 | 64 | 158 | 140 | 16
SAE3LD200R05 88,000 SAE3L-200R05 68,800 20 | 05 | 45 | 80 |19.8 | 150 | 20 A7x7
SAE3LD200R10 88,000y SAE3L-200R10 68,800 20 | 10 | 45 | 80 |19.8 | 150 | 20 578
1V
SAE3LD200R20 88,000 SAE3L-200R20 68,800 20 | 20 | 45 | 80 |19.8 | 150 | 20 ’
SAE3LD200R30 88,000y SAE3L-200R30 68,800 20 | 3.0 | 45 | 80 |19.8 | 150 | 20 F=v/
FOTR
ZIVZAYYOUST VIV (AVITRY D) : #ETHIRAE o
SRE3ZLD/SRE3ZL
FINIZULEE SHa® N
alinsid A5052 C26008,BC At
CIEIEZES 100m/min 50m/min
%) %) ey "
7B E siottin | I] side millin
(Er:in% G & e (lﬁlrginfi)l E = A BYIHE siotting {BIETETE sice miling
¢ D (mm/min) | (mm/min) | (mm/min) (mm/min) | (mm/min) | (mm/min) a
6 5,300 1,000 850 85 2,600 250 210 20
8 4,000 1,200 900 90 2,000 300 220 25
10 3,200 1,300 950 95 1,600 320 240 25
12 2,700 1,350 1,000 100 1,300 340 250 25
16 2,000 1,400 1,100 110 1,000 350 270 30
20 1,600 1,300 1,000 100 800 330 250 25
ap — 1.5D 0.5D — — 1.5D 0.5D —
ae — 0.2D D — — 0.2D D —
1) PAABNEREBABDEEE, FWETWFTLEEN, E2) . FroZEBEOHIBENSVHDEIERLLEN,

7 3) YIHIRISHEHEIFICEL 2B DERE LTS,
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( S E L ﬂ]é‘ﬂ%ﬂ
Number of Helix Surface Cutting
SHE4H/6H Flutes Angle Treatment | Conditions
L. 45’
N—RRZIFZIVNIN AHF-6HFT-OKN—KI—PLF15—v>s t A M

OK-HARD Coated Solid Carbide Hard Square Endmills Regular Shank (4/6 Flutes)

%} '%Lm 8‘ O JREHNDIE EOK/N—RIA—RIEY.
— 65HRCETOEREM A EEMT
|

Drills

Countersinks SHEGH AEICRYELT.
| It cuts heavily and to high-speed
‘% L process by the original blade shape and
| OK-HARD coating.
¥ ERIFSHEGH

Reamers SHE4H

o Tﬁf Size *%;_%ﬁ#g
L= g Standard price
Metal Product No.
Slitting Saws

SHE4H030 3 10 | 50 6 4 6,400
SHE6H040 4 12 | 50 6 6 6,600
Cutters SHE6HO050 5 15 | 50 6 6 7,100
SHE6H060 6 15 | 50 6 6 9,400
SHE6H080 8 20 | 60 8 6 12,700
SHEBH100 10 | 25 | 70 10 6 17,400
SHE6H120 | 12 | 30 | 75 12 6 23,700
SHE6H160 | 16 | 36 | 90 16 6 46,300
SHE6H200 | 20 | 45 | 105 | 20 6 80,600

‘ Flutes Angle Treatment | Conditions
; . . 45,
HPseries |  N\—KZHTIFIVRIL 6HN-OKN—KI—N/OVY Svvy LB A @

OK-HARD Coated Solid Carbide Hard Square Endmills (Long Shank, 6 Flutes)

for Aluminum 2
°
B ©
for Hard ¥ m — OO T v I YR TITEY) . RVBFHD
Materials - MI Ak, $OK/N—KI—M kY
65HRCETOHEATDINTZER
square 2 A wide-ranging metal mold can be
processed by adopting the long shank.
L The high hardness materials can be
. processed with the OK-HARD coating.
Roughing .
0 o® IR 0 & ~TiE size AL (TS
Ball/ [l i Standard price 20 Standard price
Radius Product No. d ¥ Product No. ¥
Brazed SHEG6LHO060 | 6 15 80 6 11,800 SHE6LH120 | 12 30 | 110 | 12 30,700
SHE6LHO080 | 8 20 90 8 16,800 SHE6LH160 | 16 40 | 140 | 16 60,800

SHE6LH100 | 10 | 25 | 100 | 10 21,800 | SHE6LH200 | 20 | 45 | 150 | 20 103,800
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SBD 2! (E%ﬂ FULm | EmnE tJJ‘ﬁlJ%ﬂ
Number of Helix Surface Cutting
H Flutes Angle Treatment | Conditions
e — . 30,
N—FAYIR—LIVRIL 285-OKN—KI—h tB A m

OK-HARD Coated Solid Carbide Long Ball Endmills (2 Flutes)
KU
OOy IRATICEKY . RWBFROIMIA R 8. 7=
OK/N—RO—NMZ&WB5HRCETOREASFDIN T 2K
éw l A wide-ranging metal mold can be processed by adopting the
long shank. The high hardness materials can be processed
with the OK-HARD coating. [i:1:00))
y—=
1=R=2 3=R=125
@ e==f o || Pra=——— Tlooe | | 280-
© 21 #,‘ L ‘ .
L 1
hys—
XBERIEHNELYVOANEDHTY (RUTEAL7)
The underneck dia. is 0.1mm small dice from Dia. (Deep Rib type) )
X SBD2LHIZEER TICOXERERYERVET .
o & Hi& size AN P Hi& size = (i
e RRE TR e RwE| s B T 2 R R E TR R Sreics
" | R|/D | g|@1|L|dl ¥ " | R/D ¢ @1 |L|d ¥
SBD2LH020| 10| 2 | 2 | 14 |80 | 6 10,500 SBD2LH100| 5.0/ 10 | 25| — |150| 10| 24,800
SBD2LH030( 15| 3 | 3 | 16 |80 | 6 10,500 SBD2LH120| 6.0/ 12|25 | — |170| 12| 32,700
SBD2LH040| 2.0l 4 | 4 | 21 |80 6 10,500 |SBD2LH160| 8.0/ 16 40| — |210| 16| 73,400
SBD2LH060| 3.0/ 6 | 15| — [105| 6 | 14,300| | SBD2LH200]10.0|20 |50 | — |230| 20 | 130,700 .
SBD2LH080| 4.0 8 20| — 125/ 8 | 21,200 |SBD2LH250|12.5/25 |60 | — [230| 25 | 215,200/ | S ¥)~%
HP ¥Y=-ZX
F7IVZHA
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for Hard
Materials

Roughing

Ball/
Radius

Brazed
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SED2A

AJIFIVRII 28 -OKI—hk
Coated Solid Carbide Square Endmills (2 Flutes)

s —

e

¢dh6

RELIE
Surface
Treatment

ok-A

Premium

( e CESZ)
Number of Helix

Flutes Angle Conditions

A=)

ONFEY A AZBEICHIA IBIEVINIA ALK 2 I OK
J—bhIVRINTY,

Wide range of size. It can mill wide range of work material.

tﬂﬁﬂ%ﬂ
Cutting

OK3O—Nb ok-coat /23— non-coat
oo | EEEE | o om | RS

Standard price Bl Standard price
Product No. ¥ Product No. ¥

SED2

AYIF7IVRIIN 28F-/>a—b

Solid Carbide Square Endmills (2 Flutes) @
o)
<

| RTVLAE
Number of Helix
Flutes Angle Conditions

N &=

o NEY A X ZLEICHIZ. IEFHKMDOMM ETI L ETRER
IVRINTY,
Wide range of size. It can mill wide range of work material.

RENIE
Surface
Treatment

f)J‘ﬁ'lJ%{ﬂ
Cutting

T.ﬁf Size

o]
SED2A004 6,300 SED2-004 4,900 0.4 1 45 4
SED2A005 5,200, SED2-005 4,000 0.5 1.25 45 4
SED2A006 5,200 SED2-006 4,000 0.6 1.5 45 4
SED2A007 5,400 SED2-007 4,100 0.7 1.75 45 4
SED2A008 5,200, SED2-008 4,000 0.8 2 45 4
SED2A009 5,400 SED2-009 4,100 0.9 2.25 45 4
SED2A010 5,200 SED2-010 3,600 1.0 2.5 45 4
SED2A011 5,900 SED2-011 4,400 1.1 3.5 45 4
SED2A012 5,900 SED2-012 4,400 1.2 3.5 45 4
SED2A013 5,900 SED2-013 4,400 1.3 3.5 45 4
SED2A014 5,900 SED2-014 4,400 1.4 3.5 45 4
SED2A015 5,400 SED2-015 3,800 1.5 4 45 4
SED2A016 5,900 SED2-016 4,400 1.6 6 45 4
SED2A017 5,900 SED2-017 4,400 1.7 6 45 4
SED2A018 5,900 SED2-018 4,400 1.8 6 45 4
SED2A019 5,900 SED2-019 4,400 1.9 6 45 4
SED2A020 5,200 SED2-020 3,600 2.0 6 45 4
SED2A021 6,000 SED2-021 4,400 2.1 8 45 4
SED2A022 6,000 SED2-022 4,400 2.2 8 45 4
SED2A023 6,000 SED2-023 4,400 2.3 8 45 4
SED2A024 6,000 SED2-024 4,400 2.4 8 45 4
SED2A025 5,400 SED2-025 3,800 2.5 8 45 4
SED2A026 7,900 SED2-026 5,300 2.6 10 45 6
SED2A027 7,900 SED2-027 5,300 2.7 10 45 6
SED2A028 7,900 SED2-028 5,300 2.8 10 45 6
SED2A029 7,900 SED2-029 5,300 2.9 10 45 6
SED2A030 5,700, SED2-030 4,000 3.0 10 45 6
SED2A031 8,000 SED2-031 5,400 3.1 10 45 6
SED2A032 8,000 SED2-032 5,400 3.2 10 45 6
SED2A033 8,000 SED2-033 5,400 3.3 10 45 6




< [Okazaki

SEDZA AJIF7IVRIIIL 2HHF-OKd—hk

Coated Solid Carbide Square Endmills (2 Flutes)
SEDZ AJIF7IVRIN 28HF-/>a—hk
Solid Carbide Square Endmills (2 Flutes)

- N )%
OKa—hk OK-c’oat J>3a—p non-c:oat F3% sive
%8 | BUWR O g g | REER —
Product No. ¥ Product No. ¥ d HEY)
SED2A034 8,000 SED2-034 5,400| 34 10 45 6
SED2A035 7,300 SED2-035 4,700 35 10 45 6
SED2A036 8,000 SED2-036 5,400 36 12 45 6 -
SED2A037 8,000 SED2-037 5,400 37 12 45 6
SED2A038 8,000 SED2-038 5,400 338 12 45 6
SED2A039 8,000 SED2-039 5,400 30 12 45 6 KB
SED2A040 5,800 SED2-040 4,100 40 12 45 6
SED2A041 8,100 SED2-041 5,500 4.1 12 45 6
SED2A042 8,100 SED2-042 5,500 4.2 12 45 6
SED2A043 8,100| SED2-043 5,500 43 12 45 6 Hye=
SED2A044 8,100 SED2-044 5,500 4.4 12 45 6
SED2A045 7,500 SED2-045 4,700 45 12 45 6
SED2A046 8,100| SED2-046 5,500 46 15 50 6
SED2A047 8,100 SED2-047 5,500| 47 15 50 6
SED2A048 8,100 SED2-048 5,500 48 15 50 6
SED2A049 8,100 SED2-049 5,500| 409 15 50 6
SED2A050 6,400 SED2-050 4,100 50 15 50 6
SED2A051 8,400 SED2-051 5,800 5.1 15 50 6
SED2A052 8,400 SED2-052 5,800 5.2 15 50 6
SED2A053 8,400 SED2-053 5,800 53 15 50 6 SPU=-Z
SED2A054 8,400 SED2-054 5,800 54 15 50 6
SED2A055 7,900| SED2-055 5,000 55 15 50 6 HP AU=X
SED2A056 8,400 SED2-056 5,800 56 15 50 6
SED2A057 8,400 SED2-057 5,800 57 15 50 6 FIVSH
SED2A058 8,400 SED2-058 5,800 538 15 50 6
SED2A059 8,400 SED2-059 5,800 509 15 50 6 B
SED2A060 6,500 SED2-060 4,300 60 15 50 6
SED2A061 10,300 SED2-061 6,900| 6.1 18 60 8
SED2A062 10,300 SED2-062 6,900 6.2 18 60 8
SED2A063 10,300 SED2-063 6,900 623 18 60 8 77427
SED2A064 10,300 SED2-064 6,900 6.4 18 60 8 o
SED2A065 9,300 SED2-065 5,900 65 18 60 8 S5S72
SED2A066 10,300 SED2-066 6,900 6.6 18 60 8
SED2A067 10,300 SED2-067 6,900 6.7 18 60 8 A
SED2A068 10,300 SED2-068 6,900 638 18 60 8
SED2A069 10,300 SED2-069 6,900 60 18 60 8
SED2A070 8,000 SED2-070 4,900 70 18 60 8
SED2A071 11,300 SED2-071 7,500 71 18 60 8
SED2A072 11,300 SED2-072 7,500 72 18 60 8
SED2A073 11,300 SED2-073 7,500 73 18 60 8
SED2A074 11,300 SED2-074 7,500 74 18 60 8
SED2A075 10,300 SED2-075 6,400 75 18 60 8
SED2A076 11,300 SED2-076 7,500 76 18 60 8
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AYIFIVRIIL 28F-OKaI—b
Coated Solid Carbide Square Endmills (2 Flutes)

AJIF7IVRII 28HA-/>a—hk

Solid Carbide Square Endmills (2 Flutes)
Drills .
: J>3ad—p no::oat 3 sive

. Product No. Product No. ¥
Countersinks d
SED2A077 11,300 SED2-077 7,500 77 18 60 8
SED2A078 11,300 SED2-078 7,500 78 18 60 8
Reamers | | SED2A079 11,300 SED2-079 7,500 79 18 60 8
SED2A080 8,800 SED2-080 5,200 8.0 18 60 8
SED2A081 14,800 SED2-081 9,900 8.1 22 70 10
Metal SED2A082 14,800 SED2-082 9,900/ 8.2 22 70 10
Slitting Saws SED2A083 14,800 SED2-083 9,900 8.3 22 70 10
SED2A084 14,800 SED2-084 9,900/ 84 22 70 10
SED2A085 13,800 SED2-085 8,600 85 22 70 10
Cutters | | sEP2AGS6 14,800 SED2-086 9,900/ 86 22 70 10
SED2A087 14,800 SED2-087 9,900 87 22 70 10
SED2A088 14,800 SED2-088 9,900/ 838 22 70 10
SED2A089 14,800 SED2-089 9,900/ 89 22 70 10
SED2A090 13,600 SED2-090 8,400/ 90 22 70 10
SED2A091 15,700 SED2-091 10,300 9.1 22 70 10
SED2A092 15,700 SED2-092 10,300 9.2 22 70 10
SED2A093 15,700 SED2-093 10,300 9.3 22 70 10
SED2A094 15,700 SED2-094 10,300 9.4 22 70 10
_ SED2A095 15,300 SED2-095 9,700/ 95 22 70 10
SPseries | | "sEpoA096 15,700 SED2-096 10,300 96 22 70 10
_ SED2A097 15,700 SED2-097 10,300 97 22 70 10
HP series | | sEpoAQos 15,700, SED2-098 10,300 98 22 70 10
. SED2A099 15,700 SED2-099 10,300 9.9 22 70 10
for Aluminum |-~ SED2A100 12,600/ SED2-100 9,300| 100 22 70 10
for Hard — — SED2-101 13,700 10.1 25 75 12
Materials — — SED2-102 13,700 10.2 25 75 12
— — SED2-103 13,700 103 25 75 12
m — — SED2-104 13,700 104 25 75 12
) SED2A105 19,500 SED2-105 12,400 105 25 75 12
Roughing — — SED2-106 13,700 106 25 75 12
Ball/ — — SED2-107 13,700 107 25 75 12
Radius — — SED2-108 13,700 108 25 75 12
— — SED2-109 13,700 109 25 75 12
Brazed SED2A110 17,900 SED2-110 11,300 110 25 75 12
— — SED2-111 14,600  11.1 25 75 12
— — SED2-112 14,600 112 25 75 12
— — SED2-113 14,600 113 25 75 12
— — SED2-114 14,600 114 25 75 12
SED2A115 20,400 SED2-115 13,000 115 25 75 12
— — SED2-116 14,600 116 25 75 12
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IVRIN
N )%
OKa—k OK-Cf)at J>a—k no::oat i sive
Product No. Product No. ¥
EEY
— — SED2-117 14,600 117 25 75 12
— — SED2-118 14,600 118 25 75 12
— — SED2-119 14,600 119 25 75 12 T
SED2A120 17,600 SED2-120 11,200 12,0 25 75 12
SED2A130 30,600 SED2-130 20,100| 130 32 90 16
SED2A140 33,300 SED2-140 21,700| 140 32 90 16 X
SED2A150 35,900 SED2-150 23,400| 150 32 90 16
SED2A160 34,700 SED2-160 22,100| 16.0 32 90 16
SED2A170 58,400 SED2-170 37,800 170 40 105 20
SED2A180 59,700 SED2-180 38,800 180 40 105 20 NvE=
SED2A190 63,900 SED2-190 41,100/ 190 40 105 20
SED2A200 59,700 SED2-200 38,900 200 40 105 20
SED2A220 72,200 SED2-220 52,700 220 40 120 20
SED2A250 | 101,300 SED2-250 66,600| 250 45 120 25
SED2A300 | 134,600 SED2-300 | 106,900 30.0 55 130 32
SED2A320 | 130,400 SED2-320 108,200| 320 55 130 32
SPYY-X
HP YY-X
FLEA
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SED2M

RTATLAYIF7IVRIIN 28H-/>3—b
Solid Carbide Medium Square Endmills (2 Flutes)

SED2MA

TATLAYITIVRIN 28F-OKa—bk
Coated Solid Carbide Medium Square Endmills (2 Flutes)

-

&g ° (" moms T | VLA | RELE | EIEE)
— o . :
O P —— T productoose | Mymherof| ek | Surtece | oo
, SED2MA . oA

@ remium
R
SED2M
o »/

o IOV IHRICEKY. RRRDDINTZFIHEICL 7228 T OK
d—hIVRITT,
With a semi-long flute type, processing to carve a little deeply is
possible.

OK:' - |‘ OK-coat /‘/:l - I‘ non-coat

ST size

o R o SRR
Bl % Standard price B % Standard price }]ﬁ *ﬁ&
Product No. ¥ Product No. ¥ D d
SED2MAO010 5,200 SED2M-010 3,600 1 4 45 4
SED2MA020 5,200 SED2M-020 3,600 2 8 45 4
SED2MAO030 5,700 SED2M-030 4,100 3 12 60 6
SED2MA040 5,800 SED2M-040 4,100 4 16 60 6
SED2MAO050 6,400, SED2M-050 4,200 5 20 70 6
SED2MA060 6,500 SED2M-060 4,400 6 22 70 6
SED2MA080 8,800 SED2M-080 5,300 8 24 80 8
SED2MA100 12,600 SED2M-100 9,500 10 30 90 10
SED2MA120 17,600 SED2M-120 12,200 12 36 90 12
OYJRAII7IVRII)L 28A-OKa—hk OYJAYIF7IVRIN 28K-/>a—hk
Coated Solid Carbide Long Square Endmills (2 Flutes) Solid Carbide Long Square Endmills (2 Flutes)
e (" mops T | 2TLA | mERE | HIRE)
HREES " 7
. S prosucioode | MRS | g | rhemmen | oondtars
%I T e — SED2LA oA
‘ 30
2 _/R
‘ SED2L
L | N v/

® OV G RA T Db, FHYMIHARETT

With a long type, processing to carve deeply is possible.

OK3O—NR ok-coat

/>3—NB non-coat

= = q-if Size

Product No. ¥ Product No. ¥ d
SED2LA030 9,300 SED2L-030 6,900 3 15 70 6
SED2LA040 9,400 SED2L-040 7,000 4 20 70 6
SED2LA050 9,600 SED2L-050 7,200 5 25 80 6
SED2LA060 9,700 SED2L-060 7,300 6 30 80 6
SED2LA080 14,200, SED2L-080 9,500 8 36 90 8
SED2LA100 19,000 SED2L-100 14,900 10 45 100 10
SED2LA120 26,600 SED2L-120 19,500 12 50 110 12
SED2LA140 46,400 SED2L-140 33,100 14 56 140 16
SED2LA160 52,900 SED2L-160 35,400 16 64 140 16
SED2LA200 90,200 SED2L-200 62,400 20 80 150 20
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X i/l/ﬁ RENIE f)JEJ'IJ?‘k{!F
s E E 3 Namberof | o | surce | cutns | RN
ot : B ne
NMAYIVRIN 35—k A

Solid Carbide High Helical Square Endmills (3 Flutes)
KU
88 T My e o f e R LNBDIHIICEY. FEMIHASHEMIET
It can correspond from the roughing to the finishing. D)
e
L
-
a TR size B i . S size IR
L) § Standard price L % Standard price
Product No. d ¥ Product No. ¥
ABN)—
SEE3-030 3 10 | 45 6 4,900 SEE3-140 14 | 34 | 90 12 18,700
SEE3-040 4 12 | 45 6 5,100 SEE3-160 16 | 36 | 90 16 28,000
SEES3-050 5 15 | 50 6 5,400 SEE3-180 18 | 40 | 100 | 16 34,700
SEES3-060 6 15 | 50 6 5,500 SEE3-200 20 | 45 | 105 | 20 50,000 Aa=
SEES3-080 8 20 | 60 8 7,200
SEE3-100 10 | 25 | 70 10 11,500
SEE3-120 12 | 30 | 75 12 14,100

SEE3ZTA (Vo oV3n ggaq7) |5 =5 2] | =
\ utes ngle reatment onditions
HyoUTL BHT-OKI—k LB A5 PeA J HP )~

Coated Solid Carbide Endmills "ZAKKURI MILL" (3 Flutes)(Slim shank type)

@ QELW 3 0 J ATy T THE%Y. ZLTZDEEEMT —
s DETRELREEY) BRI TV RIL T . OKR -

7A—MRERAICEKWRAT UL ARz FE!
A plunge cutting feed is non-step,and slotting
is possible. The effect is demonstrated by OK
tough coat in the stainless steel.

- = P
AR Standard price F=/
Product No. DA 5“?7;
SEE3ZTA065| 6.5 | 15 60 6 9,100 O~
SEE3ZTA095 | 9.5 19 70 8 12,800 "

SEE3ZTA110 | 11 22 | 75 | 10 17,400

SEE3ZTA140| 14 | 26 | 90 | 12 39,100
SEE3ZTA180| 18 | 32 | 100 | 16 46,600
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SED4A

AJIF7IVRII 4¥FA-OKO—k

Coated Solid Carbide Square Endmills (4 Flutes)

0.01

e

OKaO—RIVKRIINTT,

It can cut from non-hardened steels to stainless steels.

OK:' _— |\ OK-coat

O LM HEAT UL AMETIRIEVIN T A FI§ELR 448K

¢ dh6

/~/:|- '\ non-coat

SED4

AIIFIVRIN 48A-/>3a—hk
Solid Carbide Square Endmills (4 Flutes)

4 DI
WEmgs UL | REAE | P8I
Product code | Number of | - Heli | _Surace | Cuttng
SED4A oAHEER

B ?y Premium
R
o ®/

O N EY A XAZEEITHIA. IEKMDOSEMET
IMIEEER T RIILTT,
Wide range of size. It can mill wide range of work
material.

71'57".:\ Size

.y 5

I:Il:ll:l % S:rfﬂﬁ cll:ll: % S:::fﬂ?cie *ﬁﬁ
Product No. Product No. ¥ d
SED4A020 5,200 SED4-020 3,600 2.0 6 45 4
SED4A030 5,700, SED4-030 4,000 3.0 10 45 6
— — SED4-031 5,400 3.1 10 45 6
— — SEDA4-032 5,400 3.2 10 45 6
— — SED4-033 5,400 3.3 10 45 6
— — SED4-034 5,400 3.4 10 45 6
SED4A035 7,300, SED4-035 4,700 3.5 10 45 6
— — SED4-036 5,400 3.6 12 45 6
— — SED4-037 5,400 3.7 12 45 6
— — SED4-038 5,400 3.8 12 45 6
— — SEDA4-039 5,400 3.9 12 45 6
SED4A040 5,800 SED4-040 4,100 4.0 12 45 6
— — SEDA4-041 5,500 41 12 45 6
— — SEDA4-042 5,500 4.2 12 45 6
— — SEDA4-043 5,500 4.3 12 45 6
— — SEDA4-044 5,500 4.4 12 45 6
SED4A045 7,500 SED4-045 4,700 4.5 12 45 6
— — SEDA4-046 5,500 4.6 15 50 6
— — SEDA4-047 5,500 4.7 15 50 6
— — SED4-048 5,500 4.8 15 50 6
— — SEDA4-049 5,500 4.9 15 50 6
SED4A050 6,400 SED4-050 4,100 5.0 15 50 6
— — SED4-051 5,800 5.1 15 50 6
— — SED4-052 5,800 5.2 15 50 6
— — SED4-053 5,800 5.3 15 50 6
— — SED4-054 5,800 5.4 15 50 6
SED4A055 7,900, SED4-055 5,000 5.5 15 50 6
— — SED4-056 5,800 5.6 15 50 6
— — SED4-057 5,800 5.7 15 50 6
— — SEDA4-058 5,800 5.8 15 50 6
— — SEDA4-059 5,800 5.9 15 50 6
SED4A060 6,500, SED4-060 4,300 6.0 15 50 6
— — SED4-061 6,900 6.1 18 60 8
— — SEDA4-062 6,900 6.2 18 60 8
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AJIF7IVRII 4H-OKd—hk
Coated Solid Carbide Square Endmills (4 Flutes)

SED4A
SED4

AJIF7IVRIII 4¥HA-/>3a—hk

Solid Carbide Square Endmills (4 Flutes)
~ KU
OKa—h OK-;::at J>3a—b non-;ciat F% sive
Product No. Product No. ¥ d EBU
— — SED4-063 6,900 6.3 18 60 8
— — SED4-064 6,900 6.4 18 60 8
SED4A065 9,300 SEDA4-065 5,900 6.5 18 60 8 ==
— — SED4-066 6,900 6.6 18 60 8
— — SED4-067 6,900 6.7 18 60 8
— — SED4-068 6,900 6.8 18 60 8 A m
— — SEDA4-069 6,900 6.9 18 60 8
SED4A070 8,000 SEDA4-070 4,900 7.0 18 60 8
— — SEDA4-071 7,500 71 18 60 8 )
— — SED4-072 7,500 7.2 18 60 8 b
— — SEDA4-073 7,500 7.3 18 60 8
— — SEDA4-074 7,500 7.4 18 60 8
SED4AQ075 10,300, SED4-075 6,400 7.5 18 60 8
— — SEDA4-076 7,500 7.6 18 60 8
— — SEDA4-077 7,500 7.7 18 60 8
— — SEDA4-078 7,500 7.8 18 60 8
— — SEDA4-079 7,500 7.9 18 60 8
SED4A080 8,800 SED4-080 5,200 8.0 18 60 8
— — SED4-081 9,900 8.1 22 70 10 SP =%
— — SEDA4-082 9,900 8.2 22 70 10
— — SED4-083 9,900 8.3 22 70 10 HP S=X
— — SED4-084 9,900 8.4 22 70 10
SED4A085 13,800 SEDA4-085 8,600 8.5 22 70 10 PN
— — SED4-086 9,900 8.6 22 70 10
— — SED4-087 9,900 8.7 22 70 10
— — SED4-088 9,900 8.8 22 70 10
— — SED4-089 9,900 8.9 22 70 10
SED4A090 13,600 SED4-090 8,400 9.0 22 70 10
— — SED4-091 10,300 9.1 22 70 10
— — SED4-092 10,300 9.2 22 70 10
— — SED4-093 10,300 9.3 22 70 10 =/
— — SED4-094 10,300/ 94 22 70 10 IITR
SED4A095 15,300 SED4-095 9,700 9.5 22 70 10 O
— — SED4-096 10,300 9.6 22 70 10
— — SED4-097 10,300 9.7 22 70 10
— — SED4-098 10,300 9.8 22 70 10
— — SED4-099 10,300 9.9 22 70 10
SED4A100 12,600 SEDA4-100 9,300 10.0 22 70 10
— — SED4-101 13,700 10.1 25 75 12
— — SED4-102 13,700 10.2 25 75 12
— — SED4-103 13,700 10.3 25 75 12
— — SED4-104 13,700 10.4 25 75 12
SED4A105 19,500 SED4-105 12,400 10.5 25 75 12
— — SED4-106 13,700 10.6 25 75 12
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AYIFIVRIIL 48H-OKaI—b
Coated Solid Carbide Square Endmills (4 Flutes)

AJIFIVRIN 4¥H-/>a—hk

Solid Carbide Square Endmills (4 Flutes)
Drills 3
OKa—hk OK-::’at J>3a—p non-::at Tj'if Sive
Countersinks Product No. Product No. ¥
— — SED4-107 13,700 10.7 25 75 12
— — SED4-108 13,700 10.8 25 75 12
Reamers — — SED4-109 13,700 10.9 25 75 12
SED4A110 17,900 SED4-110 11,300 11.0 25 75 12
— — SED4-111 14,600 11.1 25 75 12
_ Melal — — SED4-112 14,600 11.2 25 75 12
Siting Saws — — SED4-113 14,600 113 25 75 12
— — SED4-114 14,600 114 25 75 12
Cutters SED4A115 20,400 SED4-115 13,000 11.5 25 75 12
— — SED4-116 14,600 11.6 25 75 12
— — SED4-117 14,600 11.7 25 75 12
— — SED4-118 14,600 11.8 25 75 12
— — SED4-119 14,600 11.9 25 75 12
SED4A120 17,600 SED4-120 11,200 12.0 25 75 12
SED4A130 30,600 SED4-130 20,100 13.0 32 90 16
SED4A140 33,300 SED4-140 21,700 14.0 32 90 16
SED4A150 35,900 SED4-150 23,400 15.0 32 20 16
SED4A160 34,700 SED4-160 22,100 16.0 32 90 16
SP series SED4A170 58,400 SED4-170 37,800 17.0 40 105 20
SED4A180 59,700, SED4-180 38,800 18.0 40 105 20
HP series SED4A190 63,900, SED4-190 41,100 19.0 40 105 20
SED4A200 59,700, SED4-200 38,900 20.0 40 105 20
for Aluminum SED4A220 72,200 SED4-220 52,700 22.0 40 120 20
SED4A250 101,300, SED4-250 66,600 25.0 45 120 25
for Hard SED4A300 134,600 SED4-300 106,900 30.0 55 130 32
Materials SED4A320 | 130,400 SED4-320 108,200| 32.0 55 130 32
Roughing
Ball/
Radius
Brazed
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SED4MA SED4M -

TFATLAYIFZ IR 4F-OKa—b STATLAYITIVRIN 48H-/>a—b
Coated Solid Carbide Medium Square Endmills (4 Flutes) Solid Carbide Medium Square Endmills (4 Flutes)
KU
= —To ( mams Tl I
% ]  SESSS——————— proietcons | M| ok | e, | Sue,
a) <
<

SEDAMA .
s oo« AJ] 20 N —
1 e
| SED4M
v/

.
o LIOVIIRICKY . PRRODIMILZFEEICL o LIOVIHRICEKY. RRFRDDINTHAIREICRYEL . y—z
AMHAOKO—RIRIITT, With a semi-long flute type, processing to carve a little deeply

is possible.

With a semi-long flute type with OK-coating,
processing to carve a little deeply is possible.

< A2 )—
OKa—h OK-::at J>3a—b non-;o’at FiE s
Product No. V: Product No. V: X L
D d HvhE—
SED4MAO030 5,700 SED4M-030 4,100 8 12 60 6
SED4MA040 5,800 SED4M-040 4,100 4 16 60 6
SED4MA050 6,400 SED4M-050 4,200 5 20 70 6
SED4MA060 6,500 SED4M-060 4,400 6 22 70 6
SED4MA080 8,800 SED4M-080 5,300 8 24 80 8
SED4MA100 12,600 SED4M-100 9,500 10 30 90 10
SED4MA120 17,600 SED4M-120 11,200 12 36 90 12

V| xR | RELE | GEIEE
s E E4 Namborof |t | Surce | outns || gp oy
45’ —
INMANYIVRII 488F-/>a—b tB -/R J HP =X

Solid Carbide High Helical Square Endmills (4 Flutes)

8T o — ) o YINIEAAEHL =MD LN T T. Esk# PIIR
2 | C— HOWIETMI AR T RINTY, I
High helix reduces the cutting force, and so

¢dh6

can cut from non-ferrous to steels.

% TEAE TS ~TiE size

[=]
o Standard price

ha|
[

Product No. ¥ D d ,1'(:}[; /
SEE4-030 4,900 3 10 45 6 7272
SEE4-040 5,100 4 12 45 6 -
SEE4-050 5,400 5 15 50 6
SEE4-060 5,500 6 15 50 6
SEE4-080 7,200 8 20 60 8
SEE4-100 11,500 10 25 70 10
SEE4-120 14,100 12 30 75 12
SEE4-140 18,700 14 34 90 12
SEE4-160 28,000 16 36 90 16
SEE4-180 34,700 18 40 100 16
SEE4-200 50,000 20 45 105 20
SEE4-220 58,400 20 46 120 20
SEE4-250 67,900 25 50 120 25
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SEE4LA SEE4L

OYJNANJIVRIIL  48F-OKa—hk OYINANIIVRIN AR/ >3—hk
Coated Solid Carbide Long High Helical Endmills (4 Flutes) Solid Carbide Long High Helical Endmills (4 Flutes)
Drills
nems N | 3V LA | RELE | GHIgE)
% Productoode | MEUELST | WP | restment | Conditions

A EE4LA 1
Countersinks %% LW# S 45° gr!e(mﬁ
SEE4L e
D/

L

2
-
Reamers o V/ARMEBRLNEICKY . IRDILUMAIE
INIXRMEFROINIAEHETT o
With a long flute and high helix, a wide side
processing and a deep place can be processed.
Metal
Slitting Saws
OK:|— I‘ OK-cciat /‘/:I— I‘ non-cciat Tj'ff e
cu“ers Product No. ¥ Product No. D d
SEE4LA030 10,300 SEE4L-030 7,600 3 15 70 6
SEE4LA040 10,400 SEE4L-040 7,700 4 20 70 6
SEE4LA050 10,600 SEE4L-050 8,000 5 25 80 6
SEE4LA060 10,700 SEE4L-060 8,100 6 30 80 6
SEE4LA080 15,700 SEE4L-080 10,500 8 36 90 8
SEE4LA100 21,100 SEE4L-100 16,400 10 45 100 10
SEE4LA120 29,300 SEE4L-120 21,500 12 50 110 12
SEE4LA160 58,400 SEE4L-160 39,000 16 64 140 16
SEE4LA200 99,300 SEE4L-200 68,800 20 80 150 20
SP series
HP series SEE4 l LA SEE4 ' L
BENANVIVRIIL 48F-OKO—hk BERNAANUIVRIIL 4AH-/>3a—b
for Aluminum Coated Solid Carbide High Helical Square Endmills with Slim Shank (4 Flutes) Solid Carbide High Helical Square Endmills with Slim Shank (4 Flutes)
for Hard % wams | OB | x| K@ | OHAR)
Product code umber of Helix urface utting

Materials % g§ N Flutes Angle | Treatment | Conditions
a L ———— SEE4TLA oA

nEy

Roughing \

Premium
- 3
SEEA4TL s
V/

O WEREREHICKY . RRIDORTYMITICHE T B v 788 O HERERETICKY . BEHLREDREHBHIC
Ball/ FHEOLEDPHIEEA. T2EY,
Radius By slim shank design, there is no worry of the shank By slim shank design, the projection length can
interference in the pocket processing of the metal mold. be freely adjusted.
Brazed
OK:|— I‘ OK-coat /‘/:I— I‘ non-coat Tj'ff e
o R o R
L g Standard price L % Standard price
Product No. ¥ Product No. D d
SEE4TLA050 10,700 SEE4TL-050 8,100 5 8 70 4
SEE4TLAQ70 14,200 SEEA4TL-070 9,500 7 12 80 6
SEE4TLA090 19,000 SEE4TL-090 14,900 9 15 90 8
SEE4TLA110 26,600 SEE4TL-110 19,500 11 18 100 10
SEE4TLA140 52,900 SEE4TL-140 35,400 14 20 110 12
SEE4TLA180 90,200 SEE4TL-180 62,400 18 28 140 16
SEE4TLA220 | 167,800 SEE4TL-220 106,800 22 32 150 20
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o 58 | xULE | mEaE | osies)

SE E5GLA (HEhITHA) ﬁ“ﬁ.ﬁz;‘” B | | s
OV SBASL 5HF-0Ka—h tB A | [ J

Coated Solid Carbide Endmills "LONG GORIKI-MILL" (5 Flutes)
|mT |4emT || mmT | m@EnT KU
52 T | | | || e | 3
oo <
¥ e}
W SS——: 0
. 3
. euEMITI7ANEITOmTy | B
wJge!
‘ L Possible to use “all flute length” for
side milling to workmaterial !
N )—=
8 % B 0 & & size B
o= Standard price L2 Standard price
Product No. ¥ Product No. ¥
SEE5GLA060| 6 30 80 6 6,600 |SEE5GLA120| 12 50 | 110 | 12 22,000 AN )—
SEE5GLA080| 8 36 90 8 12,100 |SEE5GLA160| 16 64 | 140 | 16 52,000
SEE5GLA100| 10 45 | 100 | 10 16,200 |SEE5GLA200| 20 80 | 150 | 20 90,800
hva—
SEESGLA mmimmse
. — S G - R - B2 - BB _
i) ek 25U A
Work Materal SRR EC D LS FCD SUS304.316
~ 30HRC ~ 45HRC ~ B5HRC .
AR | 55~70m/min | 40~50m/min | 25~35m/min | 55~70m/min | 35~45m/min Condition of miling
<k EER% | XD ElERE | xb | EER# | XD | EERE | XD | BElEEE | XD
Prmlijulzl Code. Siée Spindle Speed FGEd. Spindle Speed Feed_ Spindle Speed Feed‘ Spindle Speed Feedl Spindle Speed F99d_
(rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)
6 | 2900] 220 |2100 | 160 | 15300 | 100 | 3000| 220 | 1,900 | 140 |[ fE[ECIE] |21 ## Fvvoummons
8 | 2200| 330 | 1,600 | 240 | 1,000 | 150 | 2200| 330 | 1.400 | 210 Side Miling 10 BRDRCEAC
ﬁuﬁﬂul 10 1,800 310 | 1,300 220 800 140 1,800 310 | 1,100 200 V2 Use a rigid and precise machine and
siemiing | 12 | 1,500 370 | 1.100 | 270 | 700 | 170 | 1,500| 370 | 1,000 | 230 ‘ “;"’29)’ R
16 | 1.100| 330 | 800 | 240 500 | 150 | 1,100| 330 | 700 | 210 a = omEELT AL
20| 900| 310 650 | 220 400 | 140 900| 310 | 600 | 200 ' lIse a suitable cutting flid. .
ap ~2 ~2 ~2 ~z ~2 ) SPY)-X
A%
ae 0.1D 0.1D 0.1D 0.1D 0.1D 4k
HP )=X
7IVZH

43



< [(Okazaki

o~ ( o | e | K t”“*‘ﬂ
SRE4 GA (Hllﬁ 77{ /7 \)b OK: b) Flutes Ange Treatment | Conditions
BINS 742930 4F-0KI—h LE A J

OK Coated Solid Carbide Roughing Endmills (4 Flutes)
Drills
o BN HIREIE EOKO—MDIEE
, © MRICKY . PHEENRZNZ . WA
Countersinks o EHTVT,
S The cutting force is suppressed by
the synergy effect of original
structure and OK coat, and it improve
the durability.
Reamers
Metl 5 & Sz S RIS P T size A%
Slltllng saWS Standard price Standard price
Product No. ¥ Product No. ¥
SRE4GA060 | 6 15 | 50 6 12,400 | SRE4GA120| 12 | 26 | 75 | 12 18,300
Cutters SRE4GA080 | 8 20 | 60 8 14,100 | SRE4GA160 | 16 | 32 | 90 16 37,300
SRE4GA100 | 10 | 22 | 70 10 15,700, | SRE4GA200| 20 | 40 | 105 | 20 61,100
Y| xULE | RELE | IR
SRC4LA @EmIm) M| | e | e,
L X - 204,
O>92714>J TR0 4883-0KOd—b LB -/R gr'e(mﬁ )
Coated Solid Carbide long Roughing Endmills(4 Flutes)
SP series BT | LT || mmT | mEmT
HP series O - - O
for Aluminum 5| Ny ST S — E{ﬁﬂhulﬁi
9| For Roughing process.
O BEMITI7IARITOMIA
for Hard ATaE!
Materials Possible to use “all flute length” for
side milling to workmaterial !
Square
Roughing e X o X
- B B : RAEA& 0 & e St A%
bl Standard price L Standard price
Ball/ Product No. Product No. Vi
Radius
SRC4LA060 | 6 30 | 80 6 9,900 | SRC4LA120 | 12 | 50 | 110 | 12 30,100
Brazed SRC4LA080 | 8 36 90 8 16,500 SRC4LA160 | 16 64 | 140 | 16 67,700
SRC4LA100 | 10 45 | 100 | 10 23,100 SRC4LA200 | 20 80 | 150 | 20 113,400
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SCD2A

J—F—RfFIVRIIL 2F-OKa—b
Coated Solid Carbide Corner Radius Endmills (2 Flutes)

SCD2

J—F—RffIFIL 28F-/>a—b
Solid Carbide Corner Radius Endmills (2 Flutes)

KU
2 mams | I8 |F7LR| EHOR | OWEE)
Y 8_ Product code Flutes Angle | Treatment | Conditions
SB &4 2 ssc::: B 39 2 | 2o —
— ! o)
O UL r Y DIRAICEY RS TO =
d—F—RINIHEIEETT .
Corner R in a deep part can be processed by
adopting the long shank.
ABN)—
OKa—h OK;:;;E*§ J>3a—h no;:;;ﬁ*g FE sie
P::jucflo' Stande;:: price P::ucfo' Stand;’éd price ;jD@ *ﬁf P h—
SCD2A040R02 10,400 SCD2-040R02 8,000 4 0.2 12 70 6
SCD2A040R05 10,400 SCD2-040R05 8,000 4 0.5 12 70 6
SCD2A040R10 10,400 SCD2-040R10 8,000 4 1.0 12 70 6
SCD2A060R02 10,700 SCD2-060R02 8,300 6 0.2 20 80 6
SCD2A060R05 10,700 SCD2-060R05 8,300 6 0.5 20 80 6
SCD2A060R10 10,700, SCD2-060R10 8,300 6 1.0 20 80 6
SCD2A080R05 14,600 SCD2-080R05 10,900 8 0.5 25 90 8
SCD2A080R10 14,600 SCD2-080R10 10,900 8 1.0 25 90 8
SCD2A080R15 14,600 SCD2-080R15 10,900 8 1.5 25 90 8 SP YY=X
SCD2A080R20 14,600 SCD2-080R20 10,900 8 2.0 25 90 8
SCD2A100R05 19,200 SCD2-100R05 15,300 10 0.5 30 100 10 HP =%
SCD2A100R10 19,200, SCD2-100R10 15,300 10 1.0 30 100 10
SCD2A100R15 19,200, SCD2-100R15 15,300 10 1.5 30 100 10 73
SCD2A100R20 19,200 SCD2-100R20 15,300 10 2.0 30 100 10
SCD2A120R05 26,800 SCD2-120R05 21,700 12 0.5 36 110 12 EEER
SCD2A120R10 26,800 SCD2-120R10 21,700 12 1.0 36 110 12
SCD2A120R15 26,800 SCD2-120R15 21,700 12 1.5 36 110 12 25TF
SCD2A120R20 26,800 SCD2-120R20 21,700 12 2.0 36 110 12
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. B4 ] ZH/Il/ﬁ %ﬁﬂi@ fJ%‘éilJ%#
— > Ni i .
s c E 4 A (MAZTR) o | g | renimen | conats

5 45,
BATYTA AHFT-OKI—k tE BA | J
Coated Solid Carbide High Helical Corner Radius Endmills "GO-RIKI RADIUS" (4 Flutes)
Drills 601-D-0.2 e
©

OEMTI. MIEMTIICHA. O INTH
FIRER ZHRERI TRV TY

¢
TW

Countersinks 0 ‘ ! Multifunction endmill enabling copy
R—— 2 milling in addition to slotting and side
i | milling.
L
Reamers
= o ~HE size e (AR
% Standard price
Metal Product No.
Slitting Saws
SCE4A040R05| 4 |0.5| 8 | 15| 70 | 6 10,400 |SCE4A100R05| 10 |0.5| 20 | 35 |100| 10 | 17,900
SCE4A040R10| 4 | 10| 8 | 15| 70 | 6 10,400 |SCE4A100R10| 10 | 1.0| 20 | 35 |100| 10 | 17,900
Cutters SCE4A060R05| 6 |05 12 |22 |80 | 6 11,600 |SCE4A100R20| 10 |2.0| 20 | 35 |100| 10 | 17,900
SCE4A060R10| 6 | 1.0 | 12 |22 | 80 | 6 11,600 |SCE4A120R05| 12 |0.5| 24 | 42 | 110 | 12 | 21,900
SCE4A060R15| 6 | 1.5 |12 | 22 | 80 | 6 11,600 |SCE4A120R10| 12 | 1.0 | 24 | 42 | 110 | 12 | 21,900
SCE4A080R05| 8 |0.5| 16 | 28 | 90 | 8 13,100 |SCE4A120R20| 12 |2.0| 24 | 42 | 110 | 12 | 21,900
SCE4A080R10| 8 | 1.0 | 16 | 28 | 90 | 8 13,100
SCE4A080R20| 8 |2.0| 16 | 28 | 90 | 8 13,100

SP series s BD?2 @?&i& | R | R *”ﬁ”*‘ﬂ
Flutes Angle Treatment | Conditions
. . < e . 30; m
HPseries | K—JLIDKRIL 28F-/>a—h A
Solid Carbide Ball Endmills (2 Flutes)
for Aluminum
b=
—m S
for Hard 53 Ay _ _ .
Materials a) O IRIEWLT — IR DM IICHISL 72 iZHERKEE
F10uUMDAR—=ILITVRIIVTY,
R accuracy +10pm and corresponding to the
Square processing of a wide work material.
Roughing
Ball/ . HE si .
Radius TR 0 = ST size TR
Standard price Standard price

Product No.

Product No. ¥

Brazed

7,900 SBD2-070 35| 7 |13 |90 | 8 10,700
7,100 SBD2-080 |4.0| 8 |14 |90 | 8 9,700
6,600 SBD2-100 |5.0| 10 | 18 |100| 10 13,400

SBD2-010 | 0.5 1 4
4
6

70 | 6 6,600 SBD2-120 |6.0| 12 | 22 |110| 12| 18,200
6
6
6

SBD2-020 1.0

2
SBD2-030 15| 3
SBD2-040 |2.0| 4

5
6

2

2
SBD2-015 (0.75/ 15| 3 | 60

6

8

8

6,600 SBD2-160 [8.0| 16 | 30 |140| 16 | 36,700
7,100 SBD2-200 [10.0/ 20 | 38 |160| 20 | 60,800
7,600 SBD2-250 |12.5| 25 | 55 |180| 25 | 118,800

SBD2-050 | 2.5
SBD2-060 | 3.0
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SBDZL u (ﬂ%& TR | RENE tﬂ‘ﬁ']%ﬁ
Number of Helix Surface Cutting
Flutes Angle Treatment | Conditions
. 30,
OVJR—IIVRIN 28F-OKI—h tB A oA J
Coated Solid Carbide Long Ball Endmills (2 Flutes)
1
oO v s DRACE. mEEOREN | O
W ) INEETT.
A wide-ranging metal mold can be processed by
adopting the long shank.
[ D)
SBDZL (}Jiﬁl T LA | RENE f)J‘ﬁ"J%fﬂ
Number of Helix Surface Cutting
Flutes Angle Treatment | Conditions
30° )—=
Solid Carbide Long Ball Endmills (2 Flutes)
OO v YDRABICKY). [REBEROIMIAH REN)—
AIEETY .
A wide-ranging metal mold can be processed by
adopting the long shank.
hys—
~
1=R=2 3=R=125
@ o=l o || @ T 0"
© 24 L © £ ‘ L
XERETIELVOANEDHTY (RUTEAT)
The underneck dia. is 0.1mm small dice from Dia. (Deep Rib type) )
SP)-X
OK:_" OK-coat /):_h non-coat _J-:f -
N s ize
noOE IZHE(MAE 0oOE ek il 2 HP )=X
L) Standard price L) Standardprice | J—A¥E | FTIFE IE BHTFE
Product No. ¥ Product No. ¥ D d
SBD2LA020 10,500 SBD2L-020 8800 10 2 | 2 | 14 | 80 | 6 7SH
SBD2LA030 10,500 SBD2L-030 8,800 15 3 3 16 80 6 N
SBD2LA040 10,500 SBD2L-040 8,800 2.0 4 4 21 80 6 TR
SBD2LA060 14,300 SBD2L-060 11,600 3.0 6 15 — 105 6
SBD2LA080 21,200/ SBD2L-080 14,600 40| 8 | 20 | — | 125 | 8 LT
SBD2LA100 24,800 SBD2L-100 20,600 5.0 10 25 — 150 10
SBD2LA120 32,700 SBD2L-120 27,900 6.0 12 25 — 170 12
SBD2LA160 73,400 SBD2L-160 54,400 8.0 16 40 — 210 16
SBD2LA200 130,700 SBD2L-200 99,000( 10.0 20 50 — 230 20
SBD2LA250 215,200 SBD2L-250 165,000| 12.5 25 60 — 230 25
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umber of Helix Surface Cutting

ORI I7 IR 28H-/>a—b i
Flutes Angle Treatment | Conditions

Brazed Square Endmills (2 Flutes) 30’
- Nz

ﬁ 4 | xvLE | xmue wﬁu%ﬂ

Drills o BWIFFvT(Z-10)Ic&k
V). D SMETIRILOINTI
HEETTY,
By micro grain carbide(Z-10) ,
can process from the cast-iron
Countersinks | to steels.
AL P I size PR
Standard price Standard price
Product No. ¥ Product No. ¥
Reamers
BED2F200 | 20 32 | 115 | 20 24,100 BED2F320 | 32 50 | 150 | 32 38,500
BED2F220 | 22 32 | 115 | 20 24,200 BED2F350 | 35 50 | 150 | 32 43,500
Metal BED2F250 | 25 40 | 140 | 25 30,000 BED2F400 | 40 50 | 150 | 32 52,500
Sliting Saws | | BED2F280 | 28 | 40 | 140 | 25 32,300 | BED2F450 | 45 | 63 | 160 | 42 63,800
BED2F300 | 30 50 | 150 | 32 36,100 BED2F500 | 50 63 | 160 | 42 69,000
Cutters
B ED 2L OYROVGRZIZIVRIN 285 />a—b @?Ji’im el b *’Zﬁ?ﬁéﬂ
Brazed Long Square Endmills (2 Flutes) Fuies e Tratment | Gondions
s ng =
TN . o7 eBMMFFvI(Z-10)Ick
a9 j V. EBASWE TIRIELNT
b = DEEETT
h < B i i bide(Z-10) ,
g’:e; I{f;?g, a ‘ c;, nn:)lggeg"salfrr]o‘;\:rthle ?:(ast-i r)on
to steels.
o RAE(TIE o IREEATE
SP Series Product No. Standa;! price Product No. f Standgréd prie
HP series | | BED2L200F | 20 | 55 | 140 | 20 47,700 |BED2L350F | 35 | 85 | 200 | 32 86,700
BED2L250F | 25 70 | 170 | 25 59,700 BED2L400F| 40 | 100 | 215 | 32 104,800
for Alumimum | | BED2L30OF | 30 | 85 | 200 | 32 72,000 | BED2L450F | 45 | 100 | 215 | 42 127,100
BED2L320F | 32 85 | 200 | 32 76,700 | BED2L500F| 50 | 125 | 240 | 42 154,700
for Hard
Materials | BED2 : pamEINIRME<BTIEI> BED2L : #3B{)HISM<ELNHI>
Recommended Milling Conditions for BED2 <Slotting> Recommended Milling Conditions for BED2L <Slotting>
Square R R B e AR —RWERE A AL AR
s 00 SHL SOMEK KD w | e || g, S0 555t Son K S0 w | erise
. ~20HRC ~30HRC ~40HRC ~20HRC ~30HRC ~40HRC
Roughing | " (3545 m/min30~40 m/min|25~30 m/min|35~45 m/minl60~70 m/min| | WasEE |30~40 m/min|25~35 m/min|20~27 m/min|30~40 m/min|55~65 m/min
TR | wo | mem | om0 [mmm | w0 |mem| om0 mmm| w0 | (O mmn| w0 (emm | w0 |men| w0 |Emm| w0 | EEa| s
Ba"/ fﬁ) (rpm) | (mm/min){ (rpm) |(mm/min){ (rpm) |(mm/min){ (rpm) |(mm/min)| (rpm) |(mm/min) ?n‘;) (rom) |(mm/min)| (rpm) |(mm/min){ (rpm) |(mm/min){ (rpm) |(mm/min)| (rpm) |(mm/min)
Radius 20 720 | 180 | 610 | 110 | 480 | 50 | 720 | 230 |1,110| 430 20 640 | 120 | 540 | 70 | 430 | 30 | 640 | 150 [1,000| 290
25 570 | 170 | 480 | 100 | 380 | 40 | 570 | 210 | 890 | 400 25 510 | 110 | 430 | 70 | 340 | 30 | 510 | 140 | 800| 270
Brazed 30 480 | 150 | 400 | 90 | 320 | 40 | 480 | 180 | 740 340 30 420 | 100 | 360 | B0 | 290 | 30 | 420 | 130 | 670 240
35 410 | 150 | 350 | 90 | 270 | 40 | 410 | 180 | 640 340 35 360 | 100 | 310 | 60 | 250 | 30 | 360 | 130 | 570 240
40 360 | 150 | 300 | 90 | 240 | 40 | 360 | 180 | 560 | 340 40 320 | 100 | 270 | 60 | 210 | 20 | 320 | 120 | 500 | 230
50 290 | 130 | 240 | 80 | 190 | 30 | 290 | 160 | 450 300 50 250 | 90 | 220 | 50 | 170 | 20 | 250 | 110 | 400 210
ap 0.5D 05D 05D 050 05D ap 05D 05D 05D 0.5D 0.5D
ae D D D D D e D D D D D
] E1) YHAHBD LEIEBR DL (G, XD%E T 1) THAHBN LEEBR BEE (R XD%E
Slotting 20~30%FEELTLIEE L, Slotting 20~30%FELTLEELY,
If the cutting depth is large, reduce the feed rate by If the cutting depth is large, reduce the feed rate by
approximately 20% to 30%. / approximately 20% to 30%.
E2) B Fry I IERIED S DBEDFN E2) HE. Fry I IFRIED D REEDFN
BHDECHERLIEEL, BHDZEFERLIEE L,
Use a rigid and precise machine and holder. Use a rigid and precise machine and holder.
7E3) VIHPHIFEREIM ICSELIEBDZEEEL T E3) YTELRISEEIM SELICBDZEEL T
<fEELY, <fEELY,
Use a suitable cutting fluid. Use a suitable cutting fluid.
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ESA%-
Helix
Angle

30,
e

RELIE
Surface
Treatment

OVFHAII7 IR 48H-/>3—b
Brazed Square Endmills (4 Flutes)

( R
Number of
Flutes

t)J‘#J"J%ﬁ
Cutting
Conditions

BPD j

IVFIN

C0.3
- O EBHMHFF VT (Z-10)Ick KU
2 VY. D SHME TIRIEVLINT
3 DETEETT,
By micro grain carbide(Z-10) ,
can process from the cast-iron
r to steels. )
RAETAR RAE (TS
Standard price ':II:'I: % Standard price
Product No. Product No. ¥
y—=
BPD4F200 | 20 | 32 | 115 | 20 36,900 BPD4F320 | 32 50 | 150 | 32 56,800
BPD4F220 | 22 | 32 | 115 | 20 42,500 BPD4F350 | 35 | 50 | 150 | 32 60,500
BPD4F250 | 25 | 40 | 140 | 25 48,200 BPD4F400 | 40 | 50 | 150 | 32 67,000 AL
BPD4F280 | 28 | 40 | 140 | 25 50,800 BPD4F450 | 45 | 63 | 160 | 42 72,800
BPD4F300 | 30 | 50 | 150 | 32 54,300 BPD4F500 | 50 | 63 | 160 | 42 77,300
hys—
B PD 4 L OYROYI RS I7IVRIN 4F-/>a—h ﬁu?ﬂfi’iof A | *’%‘ﬁ?ﬁﬂ
Brazed Long Square Endmills (4 Flutes) Fue e Treament | Sondone
)5 )
U"\ 0 0&%%?9“77’(2-10)(:&
s o3 V). D SHME TIRIEVINT
& (9 a HEIRETY .
| — Y By micro grain carbide(Z-10) ,
“\ﬂ_ can process from the cast-iron
to steels.
RAETAR RAE (TS
Fl':'l:l % Standard price ':II:'I: § Standard price SP :/U_x
Product No. Product No. ¥
BPD4L200F | 20 | 55 | 140 | 20 53,700 |BPD4L350F| 35 | 85 | 200 | 32 97,500 HP YY=X
BPD4L250F | 25 70 | 170 | 25 67,000 |BPD4L400OF| 40 | 100 | 215 | 32 117,900
BPD4L300F| 30 | 85 | 200 | 32 81,100 | BPD4L450F | 45 | 100 | 215 | 42 143,200 PNIE
BPD4L320F| 32 | 85 | 200 | 32 86,300 | BPD4L500F| 50 | 125 | 240 | 42 172,000
BPD4 : #IB U4 < BIEIEI> BPDAL : #ZENHEIE M4 <AImEE] >
Recommended Milling Conditions for BPD4 <Side Milling> Recommended Milling Conditions for BPD4L <Side milling>
SRS R A2 = B ki 1717
- it dirrly mo | wises || g, Sy e w | wies
~20HRC ~30HRC ~40HRC ' ~20HRC ~30HRC ~40HRC ' .
IHEE  |35~45 m/min|30~40 m/min[25~30 m/min|35~45 m/min|60~70 m/min tIEiEE |30~40 m/min|25~35 m/min|20~27 m/min|30~40 m/min(55~65 m/min 77127
o mem | o e | wo |eEn | %o e | w0 |eEn | w0 || ST ems | so |men | e (ees| w0 | mEn | w |ees| s
= (rpm) {(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min){ (rpm) |(mm/min)| (rpm) |(mm/min) (m;) (rpm) | (mm/min)| (rpm) | (mm/min){ (rpm) | (mm/min)| (rpm) | (mm/min)| (rpm) |(mm/min)
20 720 | 350 | 610 | 200 | 480 | 90 | 720 | 430 |1,110] 810 20 650 | 230 | 560 | 140 | 450 | 60 | 650 | 290 |1,020 | 540
25 570 | 320 | 480 | 190 | 380 | 80 | 570 | 400 | 890 | 740 25 520 | 210 | 450 | 130 | 360 | 50 | 520 | 270 | 820 | 500
30 480 | 270 | 400 | 160 | 320 | 70 | 480 | 340 | 740 640 30 440 | 190 | 370 | 120 | 300 | 50 | 440 | 240 | 680 | 460
35 410 | 270 | 350 | 160 | 270 | 70 | 410 | 340 | 640 640 35 370 | 200 | 320 | 120 | 250 | 50 | 370 | 250 | 580 | 470
40 360 | 280 | 300 | 160 | 240 | 70 | 360 | 350 | 560 | 650 40 330 | 190 | 280 | 110 | 220 | 50 | 330 | 240 | 510 440
50 290 | 260 | 240 | 150 | 190 | 60 | 290 | 310 | 450 580 50 260 | 170 | 220 | 100 | 180 | 40 | 260 | 210 | 410 400
ap 15D 1.6D 1.5D 1.5D 150 ap 25D 25D 25D 250 250
ae 0.10 0.1D 0.1D 0.1D 0.1D ae 0.1D 0.1D 0.10 0.1D 0.1D
T 1) ThAHEN LEREBR DEEFED T E1) THAHBH LEIEBR DEE(F XD
Side Miling Z20~30%&ELTLIEE L Side Miling Z20~30%&ELTLIEE L,
If the cutting depth is large, reduce the feed rate If the cutting depth is large, reduce the feed rate
by approximately 20% to 30%. by approximately 20% to 30%.
E2) . F ey I BRIED G HEEDS E2) H. Frv I IFRIED S EEDS
WBDZETERLIEEL, WBDZETERLIEELY,
Use a rigid and precise machine and holder. Use a rigid and precise machine and holder.
7E3) YIHREHEIM ISELIC B DZEE E3) UEEREEEIM SELICDDZEEE
LTLIEELY, LTLIEEL,
Use a suitable cutting fluid. Use a suitable cutting fluid.
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B PD 4u O8OV IR TFIVRIN AT/ a—h @?ﬂbi%m ASL% | EEE %ﬁ'{ﬁ;ﬂ
Brazed Super Long Square Endmills (4 Flutes) fuee e Treatment | Sonditons
NE &)

Drills
@ BIII T F v 7(Z-10)Ic k). kD
) SETIRIGLINIAREETT .
Countersinks By micro grain carbide(Z-10) ,
can process from the cast-iron to steels.
Reamers R
A T Sk size R
Standard price HH Standard price
Product No. ¥ Product No. ¥
Metal
Slitting Saws BPD4U200F | 20 85 | 185 | 25 73,900 BPD4U400F| 40 | 125 | 240 | 32 162,600
BPD4U250F | 25 100 | 215 | 32 92,700 | BPD4U450F| 45 | 125 | 240 | 42 197,700
BPD4U300F| 30 115 | 230 | 32 112,000 |BPD4U500F| 50 | 150 | 265 | 42 237,300
Cutters BPD4U350F | 35 115 | 230 | 32 134,500
) w w RIELIH]
BPD4U : #3RH|S4<AImtna] > Side Miling
Recommended Milling Conditions for BPD4U<Side milling> /)
—RREE R RS- E )
A Structural Steels, Carbon Steels, Alloy Steels, Hardened Steels o573 !ﬂg{_’}biﬁﬁ 77 /
Work Material SS400,S55C,SCM,SK,SKD Cast Iron Aluminum Alloys
~20HRC | ~80HRC | ~40HRC Fo (A1200A2024) | | &
e |30~40 m/min|25~35 m/min|20~25 m/min|30~40 m/min|55~65 m/min o ;I
SIRISRM  EEEE pedo] Bk =D Bl =D [EIERE ixb [EIEEE ixb 1. 8e
. g~ Spingle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
SP series Dia(mm) (rpm) | (mm/min) | (rpm) | (mm/min)| (rpm) | (mm/min) | (rpm) | (mm/min)| (rpm) | (mm/min) | N - .
20 | 610 | 140 | 510 | 80 | 410 | 30 | 610 | 170 | 960| 320 | &A1) tﬂﬁaf%b‘fﬁ@’fﬁxéﬁffixﬁb
. 25 | 480 | 130 | 410 | 80 | 330 | 30 | 480 | 170 | 760 320 Z20~30%EELTIIEE L,
HP series If the cutting depth is large, reduce the feed rate
30 400 130 | 340 80 280 30 400 160 640| 310 by approximately 20% to 30%.
35 | 350 | 1560 | 290 | 90 | 240 | 40 | 350 | 190 | 550| 360 | ;*2) . Frv o dAILEDHIEEDS
for Aluminum 40 | 300 | 150 | 250 | 90 | 210 | 40 | 300 | 190 | 480 360 t%@g&%ﬁﬂxréa;mo o
50 | 240 | 140 | 200 | 80 | 170 | 40 | 240 | 170 | 380/ 330 | . sea rg'C and prec’se machine anc ho'der.
for Hard ap 3.5D 3.5D 3.5D 3.5D 3.5D E3) %_%Ufﬂ;?iﬁ%u*ﬂuﬁbt%@%&ﬂi
Materials 8e 0.1D 0.1D 0.1D 0.1D 0.1D Useasuit:t; cutc;ing fluid.
Square
Roughing
Ball/
Radius

Brazed
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Seinm | REALE | YIHISH
manits | SIDX2A o | g | S

135°
BRESHAY Y RRUJL GENE) 2DF k oA J

Solid Carbide Drills for Steels (High Power Type)

® S\ERHAIM LR
External cooling

® 2DHA
2D type

® FTERET D FEIRMAREI B 7 IV — MY
RICKWRA L— R HEH 2 KR
Newly-designed nose shape and a

new flute shape, help Chip smoothly
away.

Countersinks

Reamers

iy o G ﬁiﬂ%jégz;ﬁ 8| i = e sl
Product No. ES ¢ Y = ¥ Product No. ¥

d

SDX2A005 | 05| 3 | 6 | 45| 3 4,400 | SDX2A038 |3.8| 12 | 22 | 58 | 4 5,100

Cutters SDX2A006 | 06| 3 | 6 | 45| 3 4,400 | SDX2A0385 (3.85| 12 | 22 | 58 | 4 5,100
SDX2A007 | 07| 3 | 6 | 45| 3 4,400 | SDX2A039 |39 | 11 |22 |58 4 5,100
SDX2A008 | 08| 3 | 6 | 45| 3 4,400 | SDX2A040 |4.0| 11 | 22 | 58 | 4 5,100
SDX2A0085 |0.85| 3 | 6 | 45 | 3 4,400 | SDX2A041 |4.1 | 13 | 24 | 60 | 5 5,400
SDX2A009 | 09| 3 | 6 | 45| 3 4,400 | SDX2A042 |42 13 | 24 | 60 | 5 5,400
SDX2A010 | 10| 6 | 10 |50 | 3 4,100 | SDX2A043 | 4.3 | 13 | 24 | 60 | 5 5,400
SDX2A011 | 11| 5 | 10 |50 | 3 4,100 | SDX2A044 | 4.4 |13 |24 |60 | 5 5,400
SDX2A012 | 12| 5 | 10|50 | 3 4,100 | SDX2A045 | 45|12 | 24 |60 | 5 5,400
SDX2A013 | 13| 5 | 10 | 50 | 3 4,100 | SDX2A046 | 46| 14 | 26 | 60 | 5 5,900
SDX2A014 | 14| 5 | 10 |50 | 3 4,100 | SDX2A047 |47 | 14|26 |60 | 5 5,900
SDX2A015 | 15| 5 | 10 | 50 | 3 4,100 | SDX2A048 | 4.8 | 14 | 26 | 60 | 5 5,900
SDX2A016 | 16| 7 | 13|50 | 3 4,100 | SDX2A0485 |4.85 14 | 26 | 60 | 5 5,900
SDX2A017 | 17| 7 | 13|50 | 3 4,100 | SDX2A049 | 49| 14|26 |60 | 5 5,900
SDX2A018 | 18| 7 | 13|50 | 3 4,100 | SDX2A050 | 50| 14 | 26 | 60 | 5 5,900
SDX2A0185 [1.85| 7 | 13 | 50 | 3 4,100 | SDX2A051 |51 15|28 |70 | 6 6,400
SDX2A019 | 19| 7 | 13|50 | 3 4,100 | SDX2A052 |52 15|28 |70 | 6 6,400
SDX2A020 | 20| 7 | 13|50 | 3 4,100 | SDX2A053 |53 | 15|28 |70 | 6 6,400
SDX2A021 |21 8 | 15 | 50 | 3 4,100 | SDX2A054 |54 15|28 |70 | 6 6,400
SDX2A022 | 22| 8 | 15 |50 | 3 4,100 | SDX2A055 |55 15|28 | 70 | 6 6,400
SDX2A023 | 23| 8 | 15|50 | 3 4,100 | SDX2A056 |56 16 | 30 | 70 | 6 6,800
SDX2A024 |2.4| 8 | 15 | 50 | 3 4,100 | SDX2A057 |57 16 | 30 | 70 | 6 6,800
SDX2A025 | 25| 8 | 15 | 50 | 3 4,100 | SDX2A058 | 58| 16 | 30 | 70 | 6 6,800
SDX2A026 |2.6| 10 | 18 | 50 | 3 4,100 | SDX2A0585 |5.85| 16 | 30 | 70 | 6 6,800
SDX2A027 |27 | 10 | 18 | 50 | 3 4,100 | SDX2A059 | 59|16 |30 |70 | 6 6,800
SDX2A028 |2.8| 10 | 18 | 50 | 3 4,100 | SDX2A060 | 60| 16 |30 |70 | 6 6,800
SDX2A0285 |2.85| 10 | 18 | 50 | 3 4,100 | SDX2A061 | 6.1 |20 |34 |80 7 7,300
SDX2A029 |2.9| 10| 18 | 50 | 3 4,100 | SDX2A062 | 62| 19 | 34 | 80 | 7 7,300
SDX2A030 | 30| 9 | 18 |50 | 3 4,100 | SDX2A063 | 6.3 | 19 | 34 | 80 | 7 7,300
SDX2A031 |31 | 11 | 20 | 58 | 4 5,100 | SDX2A064 | 6.4 | 19 | 34 | 80 | 7 7,300
SDX2A032 | 32| 11 |20 | 58 | 4 5,100 | SDX2A065 | 65| 19 | 34 | 80 | 7 7,300
SDX2A033 |33 | 11 |20 | 58 | 4 5,100 | SDX2A066 | 6.6 | 21| 36 |80 | 7 7,600
SDX2A034 | 34|10 |20 | 58 | 4 5,100 | SDX2A067 |6.7| 20 | 36 | 80 | 7 7,600
SDX2A035 | 35| 10 | 20 | 58 | 4 5,100 | SDX2A068 | 6.8 | 20 | 36 | 80 | 7 7,600
SDX2A036 | 36| 12 | 22 | 58 | 4 5,100 | SDX2A0685 |6.85 20 | 36 | 80 | 7 7,600
SDX2A037 |37 |12 | 22|58 4 5,100 | SDX2A069 | 6.9 20 | 36 | 80 | 7 7,600
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= O : TEAE(MFR 5 OE ~Ti% size 2 (A
Product No NE FHEE| BR | £FK | fRfg| Standardprice Broduct No EX| Standard price
" |D g | 2 | L |d ¥ : :
SDX2A070 |7.0/ 20 | 36 | 80 | 7 7,600 SDX2A100 |10.0| 23 | 43 | 90 | 10 10,200

SDX2A071 |7.1| 22 | 38 | 85
SDX2A072 |7.2| 22 | 38 | 85
SDX2A073 |7.3| 21|38 | 85
SDX2A074 |74 21 | 38| 85

8,100 SDX2A101 |10.1| 26 | 47 | 97 | 11 11,800 )
8,100 SDX2A102 |10.2| 26 | 47 | 97 | 11 11,800
8,100 SDX2A103 |10.3| 26 | 47 | 97 | 11 11,800
8,100 SDX2A104 |10.4| 26 | 47 | 97 | 11 11,800

Y-z
SDX2A075 |7.5| 21|38 ] 85 8,100/ | SDX2A105 [10.5/ 26 | 47 |97 | 11 | 11,800
SDX2A076 |7.6| 21 | 38 | 85 8,100 | SDX2A106 [10.6|/ 26 | 47 |97 | 11 | 11,800
SDX2A077 |7.7| 21|38 85 8,100 | SDX2A107 10725 47|97 | 11| 11,800 |

SDX2A078 |7.8| 20 | 38 | 85
SDX2A0785 |7.85| 20 | 38 | 85
SDX2A079 | 79| 20 | 38 | 85
SDX2A080 8.0 20 | 38 | 85
SDX2A081 |8.1| 22 | 40 | 85
SDX2A082 |8.2| 22 | 40 | 85
SDX2A083 8.3 | 22 | 40 | 85
SDX2A084 |8.4| 21 | 40 | 85
SDX2A085 |8.5| 21 | 40 | 85
SDX2A086 |8.6 | 21 | 40 | 85
SDX2A087 |8.7| 21 | 40 | 85
SDX2A088 |8.8| 21 | 40 | 85
SDX2A0885 |8.85/ 21 | 40 | 85
SDX2A089 8.9 20 | 40 | 85
SDX2A090 9.0 20 | 40 | 85

8,100 SDX2A108 |10.8| 25 | 47 | 97 | 11 11,800
8,100 | SDX2A1085 [10.85| 25 | 47 | 97 | 11 11,800
8,100 SDX2A109 [10.9| 25 | 47 | 97 | 11 11,800
8,100 SDX2A110 |11.0| 25 | 47 | 97 | 11 11,800 hse—
9,000 SDX2A111 |11.1| 28 | 50 | 107 | 12 15,400
9,000 SDX2A112 |11.2| 28 | 50 | 107 | 12 15,400
9,000 SDX2A113 |11.3| 28 | 50 | 107 | 12 15,400
9,000 SDX2A114 |11.4| 27 | 50 | 107 | 12 15,400
9,000 SDX2A115 |11.5| 27 | 50 | 107 | 12 15,400
9,000 SDX2A116 |11.6| 27 | 50 | 107 | 12 15,400
9,000 SDX2A117 |11.7| 27 | 50 | 107 | 12 15,400
9,000 SDX2A118 |11.8| 27 | 50 | 107 | 12 15,400
9,000 | SDX2A1185 |11.85| 27 | 50 | 107 | 12 15,400
9,000 SDX2A119 |11.9| 27 | 50 | 107 | 12 15,400
9,000 SDX2A120 (12.0| 27 | 50 |107| 12 15,400

O O O OOV V|V | V| WO |O |00 |00 |00 |00 00| 00| |00| 00| ||

SDX2A091 |9.1| 23 |43 |90 | 10 10,200 SDX2A121 |12.1| 30 | 54 |120| 13 19,900
SDX2A092 |9.2| 23 | 43|90 | 10 10,200 SDX2A122 |12.2| 30 | 54 |120| 13 19,900
SDX2A093 |9.3| 23 |43 |90 | 10 10,200 SDX2A123 |12.3| 30 | 54 |120| 13 19,900
SDX2A094 |9.4| 23 |43 |90 | 10 10,200 SDX2A124 |12.4| 30 | 54 |120| 13 19,900
SDX2A095 |9.5| 22 | 43 | 90 | 10 10,200 SDX2A125 |12.5| 30 | 54 |120| 13 19,900
SDX2A096 | 9.6 | 22 | 43|90 | 10 10,200 SDX2A126 |12.6| 30 | 54 |120| 13 19,900
SDX2A097 | 9.7 |22 | 43|90 | 10 10,200 SDX2A127 |12.7| 29 | 54 |120| 13 19,900
SDX2A098 | 9.8| 22 | 43|90 | 10 10,200 SDX2A128 |12.8| 29 | 54 |120| 13 19,900
SDX2A0985 (9.85| 22 | 43 | 90 | 10 10,200 SDX2A129 |12.9| 29 | 54 |120| 13 19,900
SDX2A099 | 9.9 |22 | 43|90 | 10 10,200 SDX2A130 |13.0| 29 | 54 |120| 13 19,900

SDX2A#RHISFH
Recommended Drilling Conditions for SDX2A

— BRI PR & S B o
I Structural Steels, Carbon Steels, Alloy Steels, Cast Iron iﬂ*%ﬁuﬁﬁ
Work Material S5400,855C,SCM,SK,SKD,FCD Du'c:tgeDCGasécl)ron
~30HRC 30~45HRC 45~B5HRC ¢ )
St 60~80 m/min 40~50 m/min 15~20 m/min 50~70 m/min
IS [ElERE ED [Cl#5E ED Bk xED [l ED
iz Driing Gonfion Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia.(mm) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
2 10,000 0.10 7,000 0.05 2,400 0.04 8,000 0.10
& 6,400 0.15 4,200 0.07 1,600 0.07 5,300 0.15
4 5,200 0.17 3,800 0.08 1,200 0.07 4,400 0.17
6 4,000 0.20 2,700 0.09 800 0.07 3,400 0.20
8 3,200 0.23 2,000 0.10 600 0.08 2,600 0.23
10 2,500 0.25 1,600 0.12 480 0.08 2,100 0.25
12 2,100 0.25 1,250 0.12 400 0.08 1,750 0.25
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wos | SIDX4A e
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BEESA YRR (8 HE) 4DF k °KA J

Solid Carbide Drills for Steels (High Power Type) 4D Type

® SLERHGIMITER
External cooling

e 4DHF
4D type

® HERET DFEIRTIRER B 7 IL— b
KRICEKW R L—X N1 HE 2 RIR
Newly-designed nose shape and a
new flute shape, help Chip smoothly
away.

Countersinks

Reamers

) Me‘al o ~HE size T A
Siing S |- A R TIPS

Product No. ¥

P Tj'?f Size 5 (AR

NE [BIR BR | L & Seradoice

Product No. ¥

SDX4A030 |3.0 | 15 | 25 | 68 | 4 4,600 | SDX4A063 | 6.3 35|50 | 88 | 7 8,000
Cutters SDX4A031 |3.1| 15|25 | 68 | 4 5,700 | SDX4A064 | 6.4 35|50 | 88 | 7 8,000
SDX4A032 |32 15 | 25 | 68 | 4 5,700 | SDX4A065 | 65| 35 | 50 | 88 | 7 8,000
SDX4A033 |3.3| 15 | 25 | 68 | 4 5,700 | SDX4A066 | 6.6| 36 | 51 | 88| 7 8,300
SDX4A034 |3.4| 14 | 25 | 68 | 4 5,700 | SDX4A067 |67 |35 |51 | 88 | 7 8,300
SDX4A035 |35 | 14 | 25 | 68 | 4 5,700 | SDX4A068 | 6.8 35 | 51 | 88 | 7 8,300
SDX4A036 |3.6| 17 | 28 | 68 | 4 5,700| | SDX4A0685 6.85| 35 | 51 | 88 | 7 8,300
SDX4A037 |37 |17 | 28 | 68| 4 5,700 | SDX4A069 | 69|35 |51 | 88| 7 8,300
SDX4A038 |3.8| 17 | 28 | 68 | 4 5,700 | SDX4A070 | 7.0|35 |51 |88 | 7 8,300
SDX4A0385 (3.85| 17 | 28 | 68 | 4 5,700 | SDX4A071 |7.1|36 | 52 |88 | 8 8,800
SDX4A039 |3.9| 17 | 28 | 68 | 4 5,700 | SDX4A072 7.2 |36 |52 | 88 | 8 8,800
SDX4A040 | 40| 17 | 28 | 68 | 4 5,700 | SDX4A073 | 7.3 |36 | 52 | 88 | 8 8,800
SDX4A041 | 41|20 |32 | 75| 5 5,900 | SDX4A074 | 7.4 |35 |52 |88 | 8 8,800
SDX4A042 | 42|20 | 32| 75| 5 5,900 | SDX4A075 |7.5|35 | 52 | 88 | 8 8,800
SDX4A043 | 43|20 | 32| 75 | 5 5,900 | SDX4A076 | 7.6 |36 | 53 | 88 | 8 8,800
SDX4A044 | 44|20 | 32| 75| 5 5,900 | SDX4A077 | 7.7 |36 | 53 | 88 | 8 8,800
SDX4A045 | 45|20 | 32|75 | 5 5,900 | SDX4A078 | 7.8 |36 | 53 | 88 | 8 8,800
SDX4A046 | 4.6| 26 | 38 | 75 | 5 6,400| | SDX4A0785 7.85| 36 | 53 | 88 | 8 8,800
SDX4A047 | 47|25 |38 | 75| 5 6,400 | SDX4A079 |7.9|36 53 | 88| 8 8,800
SDX4A048 48|25 |38 | 75 | 5 6,400 | SDX4A080 |8.0|36 |53 | 88| 8 8,800
SDX4A0485 |4.85 25 | 38 | 75 | 5 6,400 | SDX4A081 81|43 |61 |98 | 9 9,900
SDX4A049 | 49|25 |38 | 75| 5 6,400 | SDX4A082 82|43 |61 |98 | 9 9,900
SDX4A050 | 5.0 25 |38 | 75 | 5 6,400 | SDX4A083 83|43 | 61|98 | 9 9,900
SDX4A051 |51 |31 |44 |79 | 6 7,000 | SDX4A084 |8.4 |43 | 61|98 | 9 9,900
SDX4A052 |52 |31 |44 |79 | 6 7,000 | SDX4A085 |85 43|61 98| 9 9,900
SDX4A053 | 53|31 | 44 | 79 | 6 7,000 = SDX4A086 |86 | 43 | 61 | 98| 9 9,900
SDX4A054 | 5.4 |30 | 44 | 79 | 6 7,000 | SDX4A087 |87 |42 | 61|98 | 9 9,900
SDX4A055 | 55|30 | 44 | 79 | 6 7,000 = SDX4A088 |88 42 | 61 | 98| 9 9,900
SDX4A056 | 5.6 |30 | 44 | 79 | 6 7,500 | SDX4A0885 |8.85 42 | 61 | 98 | 9 9,900
SDX4A057 |57 |30 | 44 | 79 | 6 7,500 | SDX4A089 |89 |42 | 61|98 | 9 9,900
SDX4A058 | 58|30 | 44 | 79 | 6 7,500 | SDX4A090 |9.0| 42 | 61|98 9 9,900
SDX4A0585 5.85 30 | 44 | 79 | 6 7,500 | SDX4A091 | 9.1 42|61 98| 10| 11,200
SDX4A059 | 59|30 | 44 | 79 | 6 7,500 | SDX4A092 | 92|42 |61 98| 10| 11,200
SDX4A060 | 6.0|30 | 44 | 79 | 6 7,500 | SDX4A093 | 93|42 |61 98| 10| 11,200
SDX4A061 | 6.1 |35 |50 | 88 | 7 8,000 | SDX4A094 | 9.4 |41 |61 98| 10| 11,200
SDX4A062 |6.2| 35 | 50 | 88 | 7 8,000 | SDX4A095 | 95|41 |61 |98 | 10| 11,200
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0 & Fik size A (i _— ik size i
D ge £ L |d = el £ d ¥
SDX4A096 |9.6| 41 | 61|98 | 10| 11,200 | SDX4A147 |14.7| 64 | 92 |150| 15 | 34,000

SDX4A097 9.7 41 6198 10 11,200 SDX4A148 |14.8| 64 | 92 150 15 34,000
SDX4A098 9.8 |41 | 6198 10 11,200 SDX4A149 [14.9/ 64 | 92 150 15 34,000
SDX4A0985 |9.85| 41 | 61 | 98 | 10 11,200 SDX4A150 |15.0| 64 | 92 | 150 15 34,000
SDX4A099 9.9 |41 |61 ]98] 10 11,200 SDX4A151 |15.1] 69 | 98 |155| 16 40,000
SDX4A100 |10.0/ 41 | 61 | 98 | 10 11,200 SDX4A152 152/ 69 | 98 |155| 16 40,000 [i:1):°0)
SDX4A101 |10.1| 50 | 71 |120| 11 15,300 SDX4A153 |15.3| 69 | 98 |155| 16 40,000
SDX4A102 |10.2) 50 | 71 |120| M1 15,300 SDX4A154 |15.4| 69 | 98 |155| 16 40,000
SDX4A103 |10.3/ 50 | 71 |120| M1 15,300 SDX4A155 |15.5/ 69 | 98 |155| 16 40,000
SDX4A104 |10.4| 50 | 71 [120| 11 15,300 SDX4A156 |15.6| 69 | 98 |155| 16 41,200
SDX4A105 |10.5/ 50 | 71 |120| 11 15,300 SDX4A157 |15.7| 69 | 98 | 155| 16 41,200
SDX4A106 |10.6/ 50 | 71 |120| M1 15,300 SDX4A158 |15.8| 69 | 98 |155| 16 41,200
SDX4A107 |10.7] 49 | 71 [120| 11 15,300 SDX4A159 [15.9| 69 | 98 |155| 16 41,200 | x4nJ—
SDX4A108 |10.8/ 49 | 71 |120| N1 15,300 SDX4A160 |16.0| 69 | 98 | 155| 16 41,200
SDX4A1085 |10.85 49 | 71 |120| 1 15,300 SDX4A161 |16.1] 72 102|160 17 46,000
SDX4A109 |10.9/ 49 | 71 [120| 11 15,300 SDX4A162 |16.2| 72 |102|160| 17 46,000
SDX4A110 |11.0) 49 | 71 |120| 11 15,300 SDX4A163 |16.3| 72 |102 160 17 46,000
SDX4A111 |11.1] 52 | 74 120 12 17,900 SDX4A164 |16.4| 72 102|160 17 46,000
SDX4A112 |11.2| 52 | 74 |120| 12 17,900 SDX4A165 |16.5| 72 | 102|160 | 17 46,000
SDX4A113 |11.3| 52 | 74 [120| 12 17,900 SDX4A166 |16.6| 71 |102 160 17 49,600
SDX4A114 |11.4| 51 | 74 [120| 12 17,900 SDX4A167 |16.7| 71 |102 160 17 49,600
SDX4A115 |11.5| 51 | 74 |120| 12 17,900 SDX4A168 |16.8| 71 |102|160| 17 49,600
SDX4A116 |11.6| 51 | 74 [120| 12 17,900 SDX4A169 |16.9| 71 |102 160 17 49,600
SDX4A117 |11.7| 51 | 74 [120| 12 17,900 SDX4A170 |170] 71 |102 160 17 49,600
SDX4A118 |11.8| 51 | 74 |120| 12 17,900 SDX4A171 |17.1| 74 106 |165| 18 54,400
SDX4A1185 [11.85 51 | 74 | 120 12 17,900 SDX4A172 |172| 74 | 106|165 18 54,400
SDX4A119 |11.9| 51 | 74 [120| 12 17,900 SDX4A173 |17.3| 74 106|165 18 54,400
SDX4A120 |12.0| 51 | 74 |120| 12 17,900 SDX4A174 174 74 | 106 |165| 18 54,400
SDX4A121 |12.1] 56 | 80 |130| 13 22,400 SDX4A175 |175| 74 | 106|165 | 18 54,400
SDX4A122 |12.2| 56 | 80 | 130 13 22,400 SDX4A176 |176| 74 106|165 18 59,000
SDX4A123 |12.3| 56 | 80 | 130| 13 22,400 SDX4A177 |17.7| 74 106 |165| 18 59,000
SDX4A124 |12.4| 56 | 80 |130| 13 22,400 SDX4A178 |178| 74 | 106|165 18 59,000
SDX4A125 |12.5| 56 | 80 |130| 13 22,400 SDX4A179 |17.9| 74 106|165 18 59,000
SDX4A126 |12.6| 56 | 80 |130| 13 22,400 SDX4A180 [18.0| 74 | 106 |165| 18 59,000
SDX4A127 |12.7| 55 | 80 |130| 13 22,400 SDX4A181 |18.1| 78 | 111 |170| 19 64,400
SDX4A128 |12.8| 55 | 80 | 130 13 22,400 SDX4A182 |18.2| 78 | 111 |[170] 19 64,400
SDX4A129 |12.9| 55 | 80 |130| 13 22,400 SDX4A183 |18.3| 78 | 111 |[170| 19 64,400
SDX4A130 |13.0| 55 | 80 | 130| 13 22,400 SDX4A184 |18.4| 78 | 111 |170| 19 64,400
SDX4A131 |13.1] 60 | 86 |140| 14 27,200 SDX4A185 |18.5| 78 | 111 |[170] 19 64,400
SDX4A132 |13.2| 60 | 86 |140| 14 27,200 SDX4A186 |18.6| 77 | 111 |[170| 19 66,000
SDX4A133 |13.3| 60 | 86 | 140| 14 27,200 SDX4A187 |18.7| 77 | 111 |170| 19 66,000
SDX4A134 |13.4/ 60 | 86 | 140| 14 27,200 SDX4A188 |18.8| 77 | 111 |170] 19 66,000
SDX4A135 |13.5| 60 | 86 | 140 14 27,200 SDX4A189 [18.9| 77 | 111 |170| 19 66,000
SDX4A136 |13.6| 60 | 86 | 140| 14 28,300 SDX4A190 |19.0| 77 | 111 |170| 19 66,000
SDX4A137 |13.7/ 60 | 86 |140| 14 28,300 SDX4A191 |19.1] 80 | 115[175] 20 68,200
SDX4A138 |13.8| 60 | 86 | 140| 14 28,300 SDX4A192 |19.2] 80 | 115|175 20 68,200
SDX4A139 |13.9/ 60 | 86 |140| 14 28,300 SDX4A193 |19.3| 80 | 115|175] 20 68,200
SDX4A140 |14.0/ 60 | 86 | 140 14 28,300 SDX4A194 |19.4| 80 | 115[175] 20 68,200
SDX4A141 |14.1] 65 | 92 |150| 15 33,100 SDX4A195 [19.5| 80 | 115[175]| 20 68,200
SDX4A142 |14.2] 65 | 92 |150| 15 33,100 SDX4A196 |19.6| 80 | 115|175| 20 70,400
SDX4A143 |14.3| 65 | 92 150 15 33,100 SDX4A197 |19.7| 80 | 115[175] 20 70,400
SDX4A144 |14.4| 65 | 92 |150| 15 33,100 SDX4A198 |19.8| 80 | 115[175] 20 70,400
SDX4A145 |14.5| 65 | 92 | 150| 15 33,100 SDX4A199 [19.9| 80 | 115|175] 20 70,400
SDX4A146 |14.6] 64 | 92 |150| 15 34,000 SDX4A200 |20.0| 80 | 115175 20 70,400

hya—
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Solid Carbide Drills for Steels (High Power Type)

® ERkRMEHR (OHA)
Internal cooling

e 3DH
3D type

© 25 L ZFRCEEKII#F DN LI &5E!
Most suitable for the processing of

stainless steel and difficult-to-cut
materials!

® HTERET D FEIRTIRER B 7 L — PSR

135
-
¢dh6

Countersinks

Reamers L&KW A L—X LBt 2RR
L Newly-designed nose shape and a new
! flute shape, help Chip smoothly away.
Metal Tk size i TiE size 3 3
s | [N e e o R TR S
Product No. d ¥ Product No. d ¥
SDOX3A030 |30 9 |18 | 68 | 3 6,800 | SDOX3A063 |6.3 |20 | 35|88 | 7 10,700
Cutters | | SpOX3A031 |3.1| 11 |20 |72 | 4 7,100| | SDOX3A064 | 6.4 | 20 |35 |88 | 7 | 10,700
SDOX3A032 |32 11 |20 | 72 | 4 7,100 | SDOX3A065 | 6.5| 20 | 35 | 88 | 7 10,700
SDOX3A033 |33 | 11 |20 | 72 | 4 7,100 | SDOX3A066 6.6 |22 37 |88 | 7 11,400
SDOX3A034 |3.4| 10 |20 | 72 | 4 7,100 | SDOX3A067 | 6.7 |21 | 37 |88 | 7 11,400
SDOX3A035 | 35| 10 |20 | 72 | 4 7,100 | SDOX3A068 6.8 21 | 37 | 88 | 7 11,400
SDOX3A036 |3.6| 13 |23 | 72 | 4 7,300 | SDOX3A0685|6.85 21 | 37 | 88 | 7 11,400
SDOX3A037 3.7 13 |23 |72 | 4 7,300 | SDOX3A069 69|21 37|88 | 7 11,400
SDOX3A038 |38 13 |23 |72 | 4 7,300 | SDOX3A070 |7.0| 21 | 37 | 88 | 7 11,400
SDOX3A0385|3.85| 13 | 23 | 72 | 4 7,300| | SDOX3A071 | 7.1 |24 | 40| 94 | 8 12,000
SDOX3A039 |39 12 |23 |72 | 4 7,300| | SDOX3A072 | 7.2 24 | 40| 94 | 8 12,000
SDOX3A040 |4.0| 12 |23 | 72 | 4 7,300 | SDOX3A073 | 7.3 24 | 40| 94 8 12,000
SDOX3A041 |4.1| 14 |25 |80 | 5 7,600 | SDOX3A074 | 7.4 23| 40| 94 8 12,000
SDOX3A042 |42 | 14 |25 |80 | 5 7,600 | SDOX3A075 |7.5| 23 | 40| 94 | 8 12,000
SDOX3A043 | 43| 14 |25 |80 | 5 7,600 | SDOX3A076 | 7.6 |24 | 41| 94 8 13,700
SDOX3A044 | 44| 14 | 25 |80 | 5 7,600| | SDOX3A077 | 7.7 |24 | 41| 94 | 8 13,700
SDOX3A045 | 45| 13 | 25 | 80 | 5 7,600 | SDOX3A078 | 7.8 |24 | 41| 94 8 13,700
SDOX3A046 |4.6| 16 | 28 | 80 | 5 7,900| | SDOX3A0785|7.85/ 24 | 41 | 94 | 8 13,700
SDOX3A047 |4.7| 16 | 28 | 80 | 5 7,900 | SDOX3A079 | 7.9 24 | 41| 94| 8 13,700
SDOX3A048 |4.8| 16 | 28 | 80 | 5 7,900 | SDOX3A080 (8.0 24 | 41 | 94 | 8 13,700
SDOX3A0485(4.85/ 16 | 28 | 80 | 5 7,900 | SDOX3A081 | 8.1| 26 | 44 [100| 9 14,500
SDOX3A049 | 49| 16 | 28 | 80| 5 7,900 | SDOX3A082 | 8.2| 26 | 44 [100| 9 14,500
SDOX3A050 | 5.0| 16 | 28 | 80 | 5 7,900 | SDOX3A083 | 8.3 | 26 | 44 | 100| 9 14,500
SDOX3A051 | 51| 17 | 30 | 82 | 6 9,100| | SDOX3A084 | 8.4 | 26 | 44 |100| 9 14,500
SDOX3A052 | 52| 17 | 30| 82 | 6 9,100| | SDOX3A085 | 8.5| 26 | 44 |100| 9 14,500
SDOX3A053 | 5.3| 17 | 30| 82 | 6 9,100| | SDOX3A086 | 8.6 | 28 | 46 | 100| 9 15,300
SDOX3A054 | 54| 17 | 30| 82 | 6 9,100| | SDOX3A087 | 8.7 | 27 | 46 |100| 9 15,300
SDOX3A055 | 55| 17 | 30| 82 | 6 9,100| | SDOX3A088 | 8.8 | 27 | 46 | 100| 9 15,300
SDOX3A056 | 5.6| 18 | 32| 82| 6 9,700 | SDOX3A0885(8.85 27 | 46 | 100| 9 15,300
SDOX3A057 | 5.7| 18 | 32| 82 | 6 9,700 | SDOX3A089 | 8.9| 27 | 46 | 100| 9 15,300
SDOX3A058 | 5.8| 18 | 32| 82| 6 9,700 | SDOX3A090 | 9.0| 27 | 46 | 100| 9 15,300
SDOX3A0585(5.85| 18 | 32 | 82 | 6 9,700 | SDOX3A091 | 9.1| 29 | 48 | 106| 10 16,300
SDOX3A059 | 59| 18| 32| 82| 6 9,700 | SDOX3A092 | 9.2| 29 | 48 | 106| 10 16,300
SDOX3A060 | 6.0| 18 | 32 | 82 | 6 9,700 | SDOX3A093 | 9.3| 29 | 48 | 106| 10 16,300
SDOX3A061 | 6.1| 21 | 35| 88 | 7 10,700 | SDOX3A094 | 9.4 | 28 | 48 | 106| 10 16,300
SDOX3A062 | 6.2| 20 | 35 | 88 | 7 10,700,  SDOX3A095 | 9.5| 28 | 48 | 106| 10 16,300
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P & size A o & SHE size i

B 3 Standard price 3 Standard price KD
Product No. Product No. IR

SDOX3A096 | 9.6 | 30 | 50 |106| 10 | 16,700 | SDOX3A113 |11.3| 36 | 58 [122| 12 | 26,000
SDOX3A097 | 9.7 | 30 | 50 |106| 10 | 16,700 | SDOX3A114 |11.4] 35 | 58 [122] 12| 26,000
SDOX3A098 | 9.8 | 30 | 50 |106| 10 | 16,700 | SDOX3A115 |11.5| 35 | 58 |122| 12| 26,000
SDOX3A0985/9.85| 30 | 50 |106| 10 | 16,700| | SDOX3A116 |11.6| 37 | 60 |122] 12| 26,300
SDOX3A099 | 9.9 30 | 50 |106| 10 | 16,700 | SDOX3A117 |11.7| 37 | 60 |122] 12| 26,300
SDOX3A100 [10.0| 30 | 50 | 106/ 10 16,700 | SDOX3A118 |11.8| 37 | 60 |122| 12 | 26,300| | ERY
SDOX3A101 |10.1] 32 | 53 | 116 | 11 21,000 | SDOX3A1185|11.85| 37 | 60 |122] 12 | 26,300
SDOX3A102 [10.2] 32 | 53 | 116] 11 21,000 | SDOX3A119 |11.9| 37 | 60 [122] 12| 26,300
SDOX3A103 [10.3| 32 | 53 | 116] 11 21,000 | SDOX3A120 |12.0| 37 | 60 |122] 12| 26,300/ | Y—=
SDOX3A104 [10.4] 32 | 53 | 116] 11 21,000 | SDOX3A121 [12.1] 39 | 63 |128| 13 | 31,500
SDOX3A105 [10.5| 32 | 53 | 116/ 11 21,000 | SDOX3A122 [12.2| 39 | 63 [128] 13 | 31,500
SDOX3A106 |10.6| 34 | 55 | 116/ 11 21,100 | SDOX3A123 [12.3| 39 | 63 [ 128 13 | 31,500| | x4ny—
SDOX3A107 [10.7| 33 | 55 | 116/ 11 21,100 | SDOX3A124 [12.4| 39 | 63 |128| 13| 31,500
SDOX3A108 [10.8| 33 | 55 | 116/ 11 21,100 | SDOX3A125 [12.5/ 39 | 63 |128] 13| 31,500
SDOX3A1085(10.85 33 | 55 | 116 | 11 21,100 | SDOX3A126 |12.6) 41 | 65 |128 13 | 31,700 | 4. .
SDOX3A109 [10.9] 33 | 55 | 116/ 11 21,100 | SDOX3A127 [12.7| 40 | 65 |128| 13 | 31,700
SDOX3A110 |11.0| 33 | 55 | 116 | 11 21,100 | SDOX3A128 [12.8| 40 | 65 |128| 13 | 31,700
SDOX3A111 |11.1| 36 | 58 |122| 12| 26,000| | SDOX3A129 [12.9] 40 | 65 [128| 13| 31,700
SDOX3A112 |11.2] 36 | 58 |122| 12 | 26,000 | SDOX3A130 |13.0| 40 | 65 | 128 13 | 31,700

SDOX3A: R HIS4
Recommended Drilling Conditions for SDOX3A
—IRIBE IR 5 AR T H TR _ _
HHIR Structural Steels, Carbon Steels, Cast Iron BE-5051 )ik F—RFFANRRT VLR
Work Material S$S400,S55C,SK,SKD,FC Alloy Steels, Ductile Cast Iron Austenitic Stainless Sttels
~30HRC 30~45HRC 45~55HRC (SEMNAKGFED) (8US302.309
CHER | 100~130 m/min 60~80 m/min 30~40 m/min 70~100 m/min 40~80 m/min
P IES L (L2 b30) Bk xb (Bl XD [Elk7re =D (Bl XD
@D i) spingle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
(mm) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
3 12,700 0.09 7,500 0.09 3,700 0.07 9,600 0.09 6.400 0.08
4 9,600 0.12 5,600 0.12 2,800 0.08 7,200 0.12 4,800 0.10
6 6,400 0.16 3,700 0.16 1.850 0.12 4,800 0.18 3,200 0.15
8 4,800 0.22 2,800 0.22 1,400 0.16 3,600 0.22 2,400 0.19
10 3,800 0.25 2,250 0.25 1,100 0.18 2,900 0.25 1,900 0.21
12 3,200 0.25 1,850 0.25 940 0.22 2,400 0.25 1.600 0.23
A—R)DAE R Metric coarse thread AX—RJVHB =3 Metric fine screw thread
FIPAX RUJLZ I RUJLZ XIGAZ RUJL#EZ
Nominal Drill diameter Nominal Drill diameter Nominal Drill diameter
M4x0.7 3.3 M4x0.5 35 M10x0.75 9.3
M5x0.8 4.2 M5x0.5 4.5 M11x1.0 10.0
M6x1.0 5.0 M6x0.75 5.3 M11x0.75 10.3
M7x1.0 6.0 M7x0.75 6.3 M12x1.5 10.5
M8x%1.25 6.8 M8x1.0 7.0 M12x1.25 10.8
M9x1.25 7.8 M8x0.75 7.3 M12x1.0 11.0
M10x1.5 8.5 M9x1.0 8.0 M14x1.5 125
M11X1.5 9.5 M9x0.75 8.3 M14x1.0 13.0
M12%1.75 10.3 M10x1.25 8.8
M14x2.0 12.0 M10x1.0 9.0
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Endmills

Countersinks

Reamers

Metal
Slitting Saws

Cutters

SDOX5A

BRESAY/ )Y RRUIL (F A IVR—IL{}) SDA
Solid Carbide Drills for Steels (High Power Type)

Le 1

T.ﬁf Size

L

Product No.

RAE(S

Standard price

¥

Product No.

RENIE
Surface
Treatment

oA

Premium

(ﬁﬁﬁ
Point
Angle
)

® ERHaRIMEHR (OHA)
Internal cooling

o 5DA
5D type

© A7 L AFEHIM DI T IR
Most suitable for the processing of
stainless steel and difficult-to-cut
materials!

O FERET DRI IREITEL T IV — P
RICKW AL — XL EERR
Newly-designed nose shape and a new
flute shape, help Chip smoothly away.

t}J‘éilJ%fﬂ
Cutting

Conditions

E2)

d-if Size

SRR
Standard price

¥

58

o]
SDOX5A030 |3.0| 18 | 28 | 78 | 3 8,300 | SDOX5A063 | 6.3 | 37 | 52 |109| 7 12,600
SDOX5A031 |3.1 |22 | 32 | 86 | 4 8,800 | SDOX5A064 | 6.4 | 37 | 52 |109| 7 12,600
SDOX5A032 |32 |22 | 32 | 86 | 4 8,800 | SDOX5A065 | 6.5 | 37 | 52 |109| 7 12,600
SDOX5A033 |3.3| 22 | 32 | 86 | 4 8,800 | SDOX5A066 | 6.6 | 41 | 56 | 109| 7 13,200
SDOX5A034 |3.4 |21 | 32 | 86 | 4 8,800 | SDOX5A067 | 6.7 | 40 | 56 |109| 7 13,200
SDOX5A035 |3.5| 21 | 32 | 86 | 4 8,800 | SDOX5A068 | 6.8 | 40 | 56 |109| 7 13,200
SDOX5A036 | 3.6 | 25 | 36 | 86 | 4 9,100| |SDOX5A0685|6.85/ 40 | 56 | 109| 7 13,200
SDOX5A037 | 3.7 | 25 | 36 | 86 | 4 9,100 | SDOX5A069 | 6.9 | 40 | 56 |109| 7 13,200
SDOX5A038 | 3.8 | 25 | 36 | 86 | 4 9,100| | SDOX5A070 | 7.0 | 40 | 56 |109| 7 13,200
SDOX5A0385|3.85| 25 | 36 | 86 | 4 9,100 | SDOX5A071 |7.1 | 44 | 60 | 118| 8 14,100
SDOX5A039 |39 |25 | 36 | 86 | 4 9,100| | SDOX5A072 | 7.2 | 44 | 60 | 118| 8 14,100
SDOX5A040 | 4.0 | 25 | 36 | 86 | 4 9,100 | SDOX5A073 | 7.3 | 44 | 60 | 118| 8 14,100
SDOX5A041 (4.1 | 28 | 40 | 98 | 5 9,400| | SDOX5A074 | 7.4 | 43 | 60 | 118| 8 14,100
SDOX5A042 (42| 28 | 40 | 98 | 5 9,400| | SDOX5A075 | 7.5| 43 | 60 | 118| 8 14,100
SDOX5A043 (4.3 |28 | 40 | 98 | 5 9,400| | SDOX5A076 | 7.6 | 47 | 64 | 118| 8 16,000
SDOX5A044 (4.4 |28 | 40 | 98 | 5 9,400| | SDOX5A077 | 7.7 | 47 | 64 | 118| 8 16,000
SDOX5A045 (45|28 | 40 | 98 | 5 9,400 | SDOX5A078 | 7.8 | 47 | 64 | 118| 8 16,000
SDOX5A046 (4.6 | 32 | 44 | 98 | 5 9,600 |SDOX5A0785|7.85 47 | 64 |118| 8 16,000
SDOX5A047 (4.7 | 31 | 44 | 98 | 5 9,600 | SDOX5A079 |7.9 | 47 | 64 |118| 8 16,000
SDOX5A048 (4.8 | 31 |44 |98 | 5 9,600 | SDOX5A080 | 8.0 | 47 | 64 | 118| 8 16,000
SDOX5A04854.85 31 | 44 | 98 | 5 9,600 | SDOX5A081 | 8.1 | 50 | 68 |127| 9 16,900
SDOX5A049 |49 | 31 | 44 | 98 | 5 9,600 | SDOX5A082 | 8.2 | 50 | 68 |127| 9 16,900
SDOX5A050 | 5.0 | 31 | 44 | 98 | 5 9,600 | SDOX5A083 | 8.3 | 50 | 68 |127| 9 16,900
SDOX5A051 | 5.1 | 31 | 44 |100| 6 11,300 | SDOX5A084 | 8.4 | 50 | 68 |127| 9 16,900
SDOX5A052 | 5.2 | 31 | 44 |100| 6 11,300 | SDOX5A085 | 8.5 | 50 | 68 |127| 9 16,900
SDOX5A053 | 5.3 | 31 | 44 |100| 6 11,300 | SDOX5A086 | 8.6 | 54 | 72 |127| 9 18,000
SDOX5A054 | 5.4 | 30 | 44 |100| 6 11,300 | SDOX5A087 | 8.7 | 53 | 72 |127| 9 18,000
SDOX5A055 | 5.5 | 30 | 44 |100| 6 11,300 | SDOX5A088 | 8.8 | 53 | 72 |127| 9 18,000
SDOX5A056 | 5.6 | 34 | 48 |100| 6 12,000/ |SDOX5A0885(8.85/ 53 | 72 |127| 9 18,000
SDOX5A057 | 5.7 | 34 | 48 |100| 6 12,000/ | SDOX5A089 | 8.9 | 53 | 72 |127| 9 18,000
SDOX5A058 | 5.8 | 34 | 48 |100| 6 12,000 | SDOX5A090 | 9.0 | 53 | 72 |127| 9 18,000
SDOX5A0585|5.85| 34 | 48 |100| 6 12,000 | SDOX5A091 | 9.1 | 57 | 76 |136| 10 19,900
SDOX5A059 | 5.9 | 34 | 48 |[100| 6 12,000 | SDOX5A092 | 9.2 | 57 | 76 |136| 10 19,900
SDOX5A060 | 6.0 | 34 | 48 [100| 6 12,000 | SDOX5A093 | 9.3 | 57 | 76 |136| 10 19,900
SDOX5A061 | 6.1 | 37 | 52 109 | 7 12,600 | SDOX5A094 | 9.4 | 56 | 76 |136| 10 19,900
SDOX5A062 | 6.2 | 37 | 52 |[109| 7 12,600 | SDOX5A095 | 9.5 | 56 | 76 |136| 10 19,900
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P SR size B P Fik sizo B
erotuctre, | B IR R SR R Soriroore o e | R snivaece RESTVY
SDOX5A096 | 9.6 | 60 | 80 [136| 10 20,500 SDOX5A113 [11.3| 70 | 92 |158| 12 32,700
SDOX5A097 | 9.7 | 60 | 80 [136| 10 20,500 SDOX5A114 |11.4| 69 | 92 |158| 12 32,700
SDOX5A098 | 9.8 | 60 | 80 [136| 10 20,500 SDOX5A115 [115| 69 | 92 |158| 12 32,700
SDOX5A0985|9.85| 60 | 80 [136| 10 20,500 SDOX5A116 |11.6| 73 | 96 | 158 | 12 33,200
SDOX5A099 | 9.9| 60 | 80 |136| 10 20,500 SDOX5A117 |11.7| 73 | 96 | 158 | 12 33,200
SDOX5A100 |10.0| 60 | 80 [136| 10 | 20,500 | SDOX5A118 |11.8| 73 | 96 |158| 12 | 33,200 | E®Y
SDOX5A101 |10.1| 63 | 84 | 149 | 11 27,700 | SDOX5A1185(11.85| 73 | 96 |158| 12 33,200
SDOX5A102 [10.2| 63 | 84 | 149 | 11 27,700 SDOX5A119 |11.9| 73 | 96 | 158 | 12 33,200
SDOX5A103 |10.3| 63 | 84 | 149 11 27,700 | SDOX5A120 (12.0| 73 | 96 | 158 | 12 33,200 )—<
SDOX5A104 [10.4| 63 | 84 | 149 | 11 27,700 SDOX5A121 |12.1| 76 |100|167 | 13 40,800
SDOX5A105 |10.5| 63 | 84 | 149 11 27,700 SDOX5A122 (12.2| 76 |100|167 | 13 40,800
SDOX5A106 |10.6| 67 | 88 | 149 11 28,000 | SDOX5A123 |12.3| 76 | 100|167 | 13 40,800 | x4y —
SDOX5A107 [10.7| 66 | 88 | 149 | 11 28,000 | SDOX5A124 |12.4| 76 | 100|167 | 13 40,800
SDOX5A108 [10.8| 66 | 88 | 149 | 11 28,000 | SDOX5A125 (12.5| 76 |100 | 167 | 13 40,800
SDOX5A1085(10.85 66 | 88 | 149 | 11 28,000 | SDOX5A126 |12.6| 80 | 104|167 | 13 41,300 ey h—
SDOX5A109 |[10.9| 66 | 88 | 149 11 28,000 SDOX5A127 (12.7| 79 | 104|167 | 13 41,300
SDOX5A110 [11.0| 66 | 88 | 149 | 11 28,000 SDOX5A128 (12.8| 79 | 104|167 | 13 41,300
SDOX5A111 [11.1] 70 | 92 | 158 | 12 32,700 SDOX5A129 (12.9| 79 | 104|167 | 13 41,300
SDOX5A112 |11.2]| 70 | 92 | 158 | 12 32,700 SDOX5A130 |(13.0| 79 | 104|167 | 13 41,300
SDOXSA:HESRHIZRM
Recommended Drilling Conditions for SDOX5A
— MRS FRSE- kR 1 R8I Fhk N _ —
ket Structural Steels, Carbon Steels, Cast Iron ‘Sﬁﬂﬂ@ﬁg.’f)bﬁﬁ% 7_"—277_'_'( I*?_EZT‘JIJZ&WJ
Work Material SS400,555C,SK,SKD,FC Alloy Steels, Ductile Cast Iron Austenitic Stainless Sttels
~30HRC 30~45HRC 45~55HRC (SCMNAKFED) (818302309
o EE | 100~130 m/min 60~80 m/min 30~40 m/min 70~100 m/min 40~80 m/min
Pl IESES [El#5E ED [E#5E ED [EIEEEL ED [E#5E ED [EI#5E ED
oD Dilgldion | Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
(mm) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
8 12,700 0.09 7,500 0.09 3,700 0.07 9,600 0.09 6,400 0.08
4 9,600 0.12 5,600 0.12 2,800 0.08 7,200 0.12 4,800 0.10
6 6,400 0.16 3,700 0.16 1,850 0.12 4,800 0.18 3,200 0.15
8 4,800 0.22 2,800 0.22 1,400 0.16 3,600 0.22 2,400 0.19
10 3,800 0.25 2,250 0.25 1,100 0.18 2,900 0.25 1,900 0.21
12 3,200 0.25 1,850 0.25 940 0.22 2,400 0.25 1,600 0.23
47T\ DRILL DIAMETERS FOR TAPPING
X— )Ll E 3 Metric coarse thread X—)VHBE = Metric fine screw thread
RIPGAX RUJLZR RIPAX RUJLZ XIPAZ RUJLZ
Nominal Drill diameter Nominal Drill diameter Nominal Drill diameter
M4x0.7 3.3 M4x0.5 3.5 M10x0.75 9.3
M5X%0.8 4.2 M5x0.5 4.5 M11x1.0 10.0
M6x1.0 5.0 M6x0.75 5.3 M11x0.75 10.3
M7x%1.0 6.0 M7x0.75 6.3 M12x1.5 10.5
M8x1.25 6.8 M8x1.0 7.0 M12x1.25 10.8
M9Xx1.25 7.8 M8x0.75 7.3 M12x1.0 11.0
M10x1.5 8.5 M9x1.0 8.0 M14x1.5 125
M11x1.5 95 M9x0.75 8.3 M14x1.0 13.0
M12X1.75 10.3 M10x1.25 8.8
M14%x2.0 12.0 M10x1.0 9.0
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7IVISARYYYRRYL Ea7DLCa—h gk ISRV YRRUL /> a—b
Coated Solid Carbide Drills for Aluminum and Copper Alloys Solid Carbide Drills for Cast Iron and Nonferrous Alloys (Non-Coated)
e 2
3 ) 3
s_— =
Countersinks ) | -
L L
Reamers et 17DLCO—hD Geigf | REAIE | IBIGRME O FEURICXI V=T IR%E Seimm | REALIE | GIHIRME
BEBLESRICEY. ( hoge | Trestment cﬁn“éﬁﬂ?nj RALE. #3%-FES RO ( Point | Surtace Cg:ggrgj
REOREBIEONET, : AMTICELERIL T, :
The long life is obtained by the L Dl.c J Ideal for the drilling of the cast L 18 J
Metal effect of the welding prevention of (\ Pure iron and the non-ferrous. Adopts (\
Slitling Saws a pure DLC coating. X-thinning.
EJTDLC: - l‘ Pure DLC Coat J>3ad— I\ non-Coat
Cutters &3 3
Product No. Product No. ¥ ﬂ d
— — SSN-005 4,000 0.5 6 45 3
— — SSN-006 4,000 0.6 6 45 3
— — SSN-007 4,000 0.7 6 45 3
— — SSN-008 4,000 0.8 6 45 3
— — SSN-009 4,000 0.9 6 45 3
— — SSN-010 3,600 1.0 10 50 8
— — SSN-011 3,600 1.1 10 50 3
— — SSN-012 3,600 1.2 10 50 3
— — SSN-013 3,600 1.3 10 50 3
— — SSN-014 3,600 1.4 10 50 3
— — SSN-015 3,600 1.5 10 50 3
— — SSN-016 3,600 1.6 13 50 3
— — SSN-017 3,600 1.7 13 50 3
— — SSN-018 3,600 1.8 13 50 3
— — SSN-019 3,600 1.9 13 50 3
— — SSN-020 3,600 2.0 13 50 8
— — SSN-021 3,600 2.1 15 50 3
— — SSN-022 3,600 2.2 15 50 3
— — SSN-023 3,600 2.3 15 50 3
— — SSN-024 3,600 2.4 15 50 3
SSND025 6,400 SSN-025 3,600 2.5 15 50 8
SSNDO026 6,400 SSN-026 3,600 2.6 16 50 3
SSNDO027 6,400 SSN-027 3,600 2.7 16 50 3
SSND028 6,400 SSN-028 3,600 2.8 16 50 3
SSND029 6,400 SSN-029 3,600 2.9 16 50 3
SSNDO030 6,400 SSN-030 3,600 3.0 18 50 3
SSNDO031 8,000 SSN-031 4,400 3.1 18 58 4
SSND032 8,000 SSN-032 4,400 3.2 18 58 4
SSNDO033 8,000 SSN-033 4,400 3.3 18 58 4
SSNDO034 8,000 SSN-034 4,400 3.4 18 58 4
SSNDO035 8,000 SSN-035 4,400 815 18 58 4
SSNDO036 8,000 SSN-036 4,400 3.6 20 58 4
SSNDO037 8,000 SSN-037 4,400 3.7 20 58 4
SSNDO038 8,000 SSN-038 4,400 3.8 20 58 4
SSNDO039 8,000 SSN-039 4,400 3.9 20 58 4
SSNDO040 8,000 SSN-040 4,400 4.0 22 58 4
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SSND 7IZ-8AYY)YRRJL Ea7DLCO—b
Coated Solid Carbide Drills for Aluminum and Copper Alloys -

IVRIN
SSN k- JEAYU YRR Joa—h
Solid Carbide Drills for Cast Iron and Nonferrous Alloys (Non-Coated)
E277DLCO—b pure bLC Coat /23— non-Coat
T,ﬁf Size
2 B RS | & B AL
Standard price Standard price m%
Product No. ¥ Product No. ¥ d
B
SSNDO041 8,400 SSN-041 4,700 41 26 60 5
SSNDO042 8,400 SSN-042 4,700 4.2 26 60 5
SSNDO043 8,400 SSN-043 4,700 4.3 26 60 5 -
SSNDO044 8,400 SSN-044 4,700 4.4 26 60 5
SSND045 8,400 SSN-045 4,700 4.5 26 60 5
SSND046 9,300 SSN-046 5,200 4.6 26 60 5
SSND047 9,300 SSN-047 5,200 4.7 26 60 5 AR )—
SSNDO048 9,300 SSN-048 5,200 4.8 26 60 5
SSNDO049 9,300 SSN-049 5,200 4.9 26 60 5
SSNDO050 9,300 SSN-050 5,200 5.0 26 60 5
SSNDO051 9,900 SSN-051 5,500 5.1 28 68 6 NvE=
SSNDO052 9,900 SSN-052 5,500 5.2 28 68 6
SSNDO053 9,900 SSN-053 5,500 5.3 28 68 6
SSNDO054 9,900 SSN-054 5,500 5.4 28 68 6
SSNDO055 9,900 SSN-055 5,500 55 28 68 6
SSNDO056 10,600 SSN-056 5,900 5.6 30 68 6
SSNDO057 10,600 SSN-057 5,900 5.7 30 68 6
SSNDO058 10,600 SSN-058 5,900 5.8 30 68 6
SSNDO059 10,600 SSN-059 5,900 5.9 30 68 6
SSND060 10,600 SSN-060 5,900 6.0 30 68 6
SSNDO061 11,900 SSN-061 6,600 6.1 34 79 7
SSNDO062 11,900 SSN-062 6,600 6.2 34 79 7
SSNDO063 11,900 SSN-063 6,600 6.3 34 79 7
SSND064 11,900 SSN-064 6,600 6.4 34 79 7
SSNDO065 11,900 SSN-065 6,600 6.5 34 79 7
SSNDO066 11,900 SSN-066 6,600 6.6 38 79 7
SSNDO067 11,900 SSN-067 6,600 6.7 38 79 7
SSNDO068 11,900 SSN-068 6,600 6.8 38 79 7
SSNDO069 11,900 SSN-069 6,600 6.9 38 79 7
SSND070 11,900 SSN-070 6,600 7.0 38 79 7
SSNDO071 12,600 SSN-071 7,000 71 40 86 8
SSNDO072 12,600 SSN-072 7,000 72 40 86 8
SSNDO073 12,600 SSN-073 7,000 7.3 40 86 8
SSNDO074 12,600 SSN-074 7,000 74 40 86 8
SSNDO075 12,600 SSN-075 7,000 75 40 86 8
SSNDO076 12,600 SSN-076 7,000 76 40 86 8
SSNDO077 12,600 SSN-077 7,000 77 40 86 8
SSNDO078 12,600 SSN-078 7,000 7.8 40 86 8
SSNDO079 12,600 SSN-079 7,000 7.9 40 86 8
SSNDO080 12,600 SSN-080 7,000 8.0 40 86 8
SSNDO081 14,100 SSN-081 7,900 8.1 40 86 9
SSND082 14,100 SSN-082 7,900 8.2 40 86 9
SSND083 14,100 SSN-083 7,900 8.3 40 86 9
SSNDO084 14,100 SSN-084 7,900 8.4 40 86 9
SSNDO085 14,100 SSN-085 7,900 8.5 40 86 9
SSNDO086 14,100 SSN-086 7,900 8.6 40 86 9
SSNDO087 14,100 SSN-087 7,900 8.7 40 86 9
SSNDO088 14,100 SSN-088 7,900 8.8 40 86 9
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SSND 7IZ-8AYY)YRRJL Ea7DLCO—b
Coated Solid Carbide Drills for Aluminum and Copper Alloys

SSN k- JESRAY U YRRYIL J>a—hb
Solid Carbide Drills for Cast Iron and Nonferrous Alloys (Non-Coated)
E277DLCa—h Pure bLC Coat />3— non-Coat
<TiE size
B B RS | & B el
Standard price Standard price

Product No. ¥ Product No. ¥

SSNDO089 14,100 SSN-089 7,900 8.9 40 86 9
SSND090 14,100 SSN-090 7,900 9.0 40 86 9
SSND091 15,900 SSN-091 9,600 9.1 43 96 10
SSND092 15,900 SSN-092 9,600 9.2 43 96 10
SSNDO093 15,900 SSN-093 9,600 9.3 43 96 10
SSND094 15,900 SSN-094 9,600 9.4 43 96 10
SSND095 15,900 SSN-095 9,600 915 43 96 10
SSND096 15,900 SSN-096 9,600 9.6 45 96 10
SSND097 15,900 SSN-097 9,600 9.7 45 96 10
SSNDO098 15,900 SSN-098 9,600 9.8 45 96 10
SSNDO099 15,900 SSN-099 9,600 9.9 45 96 10
SSND100 15,900 SSN-100 9,600 10.0 45 96 10
SSND101 20,900 SSN-101 14,200 10.1 60 118 1
SSND102 20,900 SSN-102 14,200 10.2 60 118 1
SSND103 20,900 SSN-103 14,200 10.3 60 118 11
SSND104 20,900 SSN-104 14,200 10.4 60 118 11
SSND105 20,900 SSN-105 14,200 10.5 60 118 1
SSND106 20,900 SSN-106 14,200 10.6 60 118 1
SSND107 20,900 SSN-107 14,200 10.7 60 118 1
SSND108 20,900 SSN-108 14,200 10.8 60 118 1
SSND109 20,900 SSN-109 14,200 10.9 60 118 11
SSND110 20,900 SSN-110 14,200 11.0 60 118 11
SSND111 24,000 SSN-111 16,800 11.1 60 118 12
SSND112 24,000 SSN-112 16,800 1.2 60 118 12
SSND113 24,000 SSN-113 16,800 11.3 60 118 12
SSND114 24,000 SSN-114 16,800 1.4 60 118 12
SSND115 24,000 SSN-115 16,800 11.5 60 118 12
SSND116 24,000 SSN-116 16,800 11.6 60 118 12
SSND117 24,000 SSN-117 16,800 1.7 60 118 12
SSND118 24,000 SSN-118 16,800 11.8 60 118 12
SSND119 24,000 SSN-119 16,800 11.9 60 118 12
SSND120 24,000 SSN-120 16,800 12.0 60 118 12
SSND121 26,900 SSN-121 19,600 121 60 118 13
SSND122 26,900 SSN-122 19,600 12.2 60 118 13
SSND123 26,900 SSN-123 19,600 12.3 60 118 13
SSND124 26,900 SSN-124 19,600 12.4 60 118 13
SSND125 26,900 SSN-125 19,600 12.5 60 118 13
SSND126 26,900 SSN-126 19,600 12.6 60 118 13
SSND127 26,900 SSN-127 19,600 12.7 60 118 13
SSND128 26,900 SSN-128 19,600 12.8 60 118 13
SSND129 26,900 SSN-129 19,600 12.9 60 118 13
SSND130 26,900 SSN-130 19,600 13.0 60 118 13
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RELIE
Surface
Treatment

0K-A

Premium

( S tﬂ‘éllﬁé{ﬂ
Point Cutting
Angle

Conditions

=)

SDFAS

#BiES 3—h 77V RV
Solid Carbide Short Flat Drills

77k
Flat

o ® 1.5D~2DF
) 1.5D -2D type
© o KL VERAKICK BB /=N HEH AR
! The superior chip ejection performance by the wide flute shape!
o 557 5y MNARIC KL . RO/ 233! HER)
The flat point shape inhibits the burr of exit-side!
® iRk, 1DRFBONINTICHRE
Ideal for drilling thin plates and holes of less than 1D
L o SRt THET hEN DL .
High rigidity and little misalignment )—=
=] =}
o i & PE IR
Product No. Product No.
d
SDFAS030 3.0 6 9 10 | 45 | 4 3,200 | | SDFAS076~079| 76~79 | 15 | 21 | 23 | 60 8 6,000
SDFAS031~035|3.1~3.5| 6 12 | 13 | 45 | 4 3,600 SDFAS080 8.0 16 | 21 | 23 | 60 | 8 6,000 .
SDFAS036~039|3.6~39| 7 12 | 13 | 45 | 4 3,600 |SDFAS081~085|8.1~8.5| 16 | 27 | 30 | 70 | 10 7,200 7
SDFAS040 4.0 8 12 | 13 | 45 | 4 3,600 | SDFAS086~089|8.6~8.9| 17 | 27 | 30 | 70 | 10 7,200
SDFAS041~045|4.1~45| 8 15 | 16 | 50 | 6 4,700 SDFAS090 9.0 18 | 27 | 30 | 70 | 10 7,200
SDFAS046~049 | 4.6~49| 9 15 | 16 | 50 6 4,700 | | SDFAS091~095(9.1~9.5| 18 | 30 | 33 | 70 | 10 7,500
SDFAS050 5.0 10 | 15 | 16 | 50 | 6 4,700 | | SDFAS096~099|9.6~9.9| 19 | 30 | 33 | 70 | 10 7,500
SDFAS051~055|5.1~5.5| 10 | 18 | 20 | 50 6 5,000 SDFAS100 10.0 20 | 30 | 33 | 70 | 10 7,500
SDFAS056~059 | 5.6~5.9 | 11 18 | 20 | 50 6 5,000 | | SDFAS101~105 [10.1~10.5 20 | 33 | 36 | 75 | 12 | 10,200
SDFAS060 6.0 12 | 18 | 20 | 50 | 6 5,000 | SDFAS106~109 [10.6~10.9| 21 | 33 | 36 | 75 | 12 | 10,200
SDFAS061~065|6.1~6.5| 12 | 21 | 23 | 60 | 8 5,700 SDFAS110 11.0 22 | 33|36 | 75| 12 | 10,200
SDFAS066~069 |6.6~6.9| 13 | 21 | 23 | 60 | 8 5,700 SDFAS111~115 [11.1~115/ 22 | 36 | 39 | 75 | 12 | 11,000
SDFAS070 7.0 14 |21 |23 | 60 | 8 5,700 | | SDFAS116~119 [11.6~119 23 | 36 | 39 | 75 | 12 | 11,000
SDFAS071~075| 71~75 | 14 | 21 | 23 | 60 | 8 6,000 SDFAS120 12.0 24 | 36 | 39|75 | 12 | 11,000
<7JI] Iﬁ]>Processing example
l! l! l! l!mm I! II II
I : : I \: I l I 3
U L, (| = —
TEE<YIT HEE<SYINT EHEE<S WINT HEhinT TROBEML REAMT FiR7INT
SDFAS : (FFmEA) #RY)EIS 4
Recommended Drilling Conditions for SDFAS (on Flat Surface)
—RRAEE - TR 5 -1 Bk
P &5 051 LK PIVEZULESR
E SSANSEIGEIGEARRE (SCM.NAK,FCD) (A2024,A7075)
~30HRC ~40HRC ~50HRC
EIHLERREE 75 m/min 50 m/min 30 m/min 65 m/min 110 m/min
TR o EE EER Y R
?rnl:r)n) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
3 8,000 0.03~0.08 5,300 0.03~0.06 3,200 0.01~0.02 6,900 0.03~0.08 11,700 0.03~0.08
4 6,000 0.04~0.10 4,000 0.03~0.08 2,400 0.01~0.03 5,200 0.04~0.10 8,800 0.04~0.10
5 4,800 0.04~0.10 3,200 0.03~0.08 1,900 0.02~0.05 4,200 0.04~0.10 7,000 | 0.04~0.10
6 4,000 0.04~0.15 2,600 0.04~0.13 1,600 0.04~0.08 3,500 0.04~0.15 5,800 0.04~0.15
8 3,000 0.08~0.20 2,000 0.08~0.16 1,200 0.06~0.10 2,600 0.08~0.20 4,400 | 0.08~0.20
10 2,400 0.10~0.22 1,600 0.10~0.18 960 0.08~0.12 2,100 0.10~0.22 3,500 0.10~0.22
12 2,000 0.12~0.25 1,300 0.12~0.22 800 0.12~0.18 1,750 0.12~0.25 2,900 0.12~0.25
A1) EECHERYIHIRMAE. FEADNRSIF T INDRSFIED 1 6FZERELTVET . EAE

Please use under the premise that the work surface is flat and drilling depth is under 1.5xDc.

E2) ERIEANDTUNLIIE. FEeDREREZSENLET .
As for the drilling to a inclined surface, please adjust to the following speed.

AMERIBED 30° U TDBEE. EDEREZ40~B0%IcEREL T IEE L,

A:When the inclination angle is to or less than 30°, please set the feed speed in 40-60%.
BHERIAED 307ZHMA 25E(. XDEREZ20~50%ICFRELTIEEL,

B:When the inclination angle is more than 30°, please set the feed speed in 20-50%.

E3) UIbMDRLIEDIMIDBEIFRATY TIMLETIEOTIEE L,
When the chips are the drilling which become long, please use step drilling.

4
Incline Angle

ERBEC IO CRERBNNETT .

Incline Angle
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SR | REAE | SHIAA

mnits | S D IFA o || e,
_ . 777b

BE7 5V L oA J

Solid Carbide Flat Drills © SLERH RS

External Cooling

o EiRA180° 7 7Y MK, A B R BT I T HETHE!

;Cé "\:%L Szg:;::?;saiggf 180 degrees (Flat), various drilling
Countersinks | o KU VEBRARIC & BN ST B AE!
The superior chip ejection performance by the wide flute
shape!
® Jtiin 7 7V MEARICK Y . RIBODTRT /N Z 4!
The flat point shape inhibits the burr of exit-side!
Reamers
|:I|:||:| % Tl'iii Size .
Product No. Product No. %E E-FE QE *ﬁﬁ Stand:;i e
Metal d d
Slitting Saws SDFAO10 (10| 3 | 4 | 45|45 | 3 5,100 || SDFA053 |5.3| 16 |25 | 29 | 70 | 6 6,800
SDFAO011 1.1 3 4 |45 |45 | 3 5,100 SDFA054 |54 |16 |25 | 29 | 70 | 6 6,800
SDFA012 12| 3 5 55|45 | 3 5,100 SDFA055 |5.5| 17 | 25 |[29.5| 70 | 6 6,800
Cutters SDFA013 13| 3 5 55|45 | 3 5,100 SDFA056 | 5.6 | 17 | 25 |29.5| 70 | 6 7,100
SDFA014 14| 4 5 55|45 | 3 5,100 SDFA057 | 5.7 | 17 | 25 |29.5| 70 | 6 7,100
SDFA015 15| 4 6 6.5 | 45 | 3 5,100 SDFA058 |5.8| 17 |25 | 30 | 70 | 6 7,100
SDFA016 16| 4 6 6.5 45| 3 5,100 SDFA059 |5.9| 18 |25 | 30 | 70 | 6 7,100
SDFA017 17| 5 7 75 145 | 3 5,100 SDFA060 6.0 18 | 25 | 30 | 70 | 6 7,100
SDFA018 18| 5 7 75 | 45 | 3 5,100 SDFAO61 | 6.1 | 18 | 30 | 32 | 90 | 8 8,000
SDFA019 19| 5 8 85|45 | 3 5,100 SDFA062 | 6.2 | 19 | 30 | 32 | 90 | 8 8,000
SDFA020 |2.0| 6 8 85 |45 | 4 5,100 SDFA063 | 6.3 | 19 | 30 |32.5| 90 | 8 8,000
SDFA021 | 2.1 6 9 95 |45 | 4 5,100 SDFA064 | 6.4 | 19 | 30 |[32.5| 90 | 8 8,000
SDFAQ22 | 2.2 | 6 9 95 45 | 4 5,100 SDFA065 | 6.5 | 20 | 30 [32.5| 90 | 8 8,000
SDFA023 | 2.3 | 6 9 95|45 | 4 5,100 SDFA066 |6.6 | 20 | 30 | 33 | 90 | 8 8,000
SDFA024 |24 | 7 10 |10.5| 45 | 4 5,100 SDFA067 | 6.7 |20 | 30 | 33 | 90 | 8 8,000
SDFA025 |2.5| 7 10 |10.5| 45 | 4 5,100 SDFA068 | 6.8 | 20 | 30 | 33 | 90 | 8 8,000
SDFA026 |2.6 | 7 11 |11.5| 45 | 4 5,100 SDFA069 | 6.9 | 21 | 30 |33.5| 90 | 8 8,000
SDFA027 | 2.7 | 8 11 |11.5| 45 | 4 5,100 SDFA070 | 7.0 | 21 | 30 [33.5| 90 | 8 8,000
SDFA028 | 2.8 | 8 11 |11.5| 45 | 4 5,100 SDFA071 | 7.1 | 21 | 35 |[38.5| 90 | 8 8,400
SDFA029 |2.9| 8 12 (12.5| 45 | 4 5,100 SDFA072 | 7.2 |22 | 35| 39 | 90 | 8 8,400
SDFA030 | 3.0| 9 12 | 13 | 50 | 6 5,100 SDFA073 | 7.3 |22 | 35| 39 | 90 | 8 8,400
SDFAO031 3.1 9 15 |16.5| 57 | 6 5,400 SDFA074 | 7.4 22 | 35| 39 | 90 | 8 8,400
SDFA032 | 3.2 | 9 15 |16.5| 57 | 6 5,400 SDFA075 |7.5| 23 | 35 |[39.5| 90 | 8 8,400
SDFA033 | 3.3 | 9 15 |16.5| 57 | 6 5,400 SDFA076 | 7.6 | 23 | 35 |39.5| 90 | 8 8,400
SDFA034 |3.4| 10 | 15 | 17 | 57 | 6 5,400 SDFA077 | 7.7 | 23 | 35 |39.5| 90 | 8 8,400
SDFA035 |3.5| 10 | 156 | 17 | 57 | 6 5,400 SDFA078 | 7.8 | 23 | 35 | 40 | 90 | 8 8,400
SDFA036 |3.6| 10 | 18 | 20 | 60 | 6 5,700 SDFA079 |7.9| 24 | 35 | 40 | 90 | 8 8,400
SDFA037 | 3.7 | 11 18 |20.5| 60 | 6 5,700 SDFA080 8.0 25 | 35 | 40 | 90 | 8 8,400
SDFA038 | 3.8 | 11 18 |20.5| 60 | 6 5,700 SDFA081 | 8.1 | 25| 40 | 42 | 93 | 10 10,200
SDFA039 | 3.9 | 11 18 |20.5| 60 | 6 5,700 SDFA082 | 8.2 | 25 | 40 | 42 | 93 | 10 10,200
SDFA040 |4.0| 12 | 18 | 21 60 | 6 5,700 SDFA083 | 8.3 | 25 | 40 |42.5| 93 | 10 10,200
SDFA041 |41 | 12 |22 | 24 | 70 | 6 6,000 SDFA084 | 8.4 | 26 | 40 |42.5| 93 | 10 10,200
SDFA042 (4.2 | 12 | 22 | 24 | 70 | 6 6,000 SDFA085 | 8.5 | 26 | 40 |42.5| 93 | 10 10,200
SDFA043 | 4.3 | 13 | 22 |24.5| 70 | 6 6,000 SDFA086 |8.6 | 26 | 40 | 43 | 93 | 10 10,200
SDFA044 |4.4 | 13 | 22 |24.5| 70 | 6 6,000 SDFA087 | 8.7 | 26 | 40 | 43 | 93 | 10 10,200
SDFA045 |4.5| 13 | 22 |(24.5| 70 | 6 6,000 SDFA088 | 8.8 | 27 | 40 | 43 | 93 | 10 10,200
SDFA046 (4.6 | 14 |22 | 25 | 70 | 6 6,500 SDFA089 | 8.9 | 27 | 40 |43.5| 93 | 10 10,200
SDFA047 |4.7 | 14 |22 | 25 | 70 | 6 6,500 SDFA090 | 9.0 | 28 | 40 |43.5| 93 | 10 10,200
SDFA048 (4.8 | 14 | 22 | 25 | 70 | 6 6,500 SDFA091 | 9.1 | 28 | 40 |43.5| 93 | 10 10,400
SDFA049 |4.9| 15 | 22 |25.5| 70 | 6 6,500 SDFA092 | 9.2 | 28 | 40 | 44 | 93 | 10 10,400
SDFA050 |5.0| 15 | 22 |[25.5| 70 | 6 6,500 SDFA093 | 9.3 |28 | 40 | 44 | 93 | 10 10,400
SDFA051 51| 16 | 25 |28.5| 70 | 6 6,800 SDFA094 | 9.4 | 28 | 40 | 44 | 93 | 10 10,400
SDFA052 |[5.2| 16 |25 | 29 | 70 | 6 6,800 SDFA095 | 9.5 | 29 | 40 |44.5| 93 | 10 10,400
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SDFA Eﬁﬁ_ﬁ?%‘%l\l\"'})l« .

= ~H& size A (i — STi& size T

3 andard price = < andard price
'gE E-FE QLE md% > d¥dp Product No. - dg‘:p

SDFA096 | 9.6 | 29 | 40 |44.5/ 93 | 10| 10,600| | SDFA149 |14.9| 45 | 60 |63.5|120| 16 | 28,300
SDFA097 | 9.7 | 29 | 40 |44.5/ 93 | 10| 10,600| | SDFA150 [15.0| 45 | 60 |63.5|120| 16 | 28,300
SDFA098 | 9.8| 30 | 40 | 45 | 93 | 10| 10,600 | SDFA151 |15.1| 48 | 65 | 69 |120| 16 | 28,900
SDFA099 | 9.9| 30 |40 | 45 | 93 | 10| 10,600| | SDFA152 |15.2| 48 | 65 | 69 |120| 16 | 28,900 ER)
SDFA100 |(10.0/ 30 | 40 | 45 | 93 | 10| 10,600 | SDFA153 [(15.3| 48 | 65 | 69 |120| 16 | 28,900
SDFA101 |10.1| 30 | 45 | 50 |100| 10| 11,800|| SDFA154 |15.4| 48 | 65 | 69 |120| 16| 28,900
SDFA102 (10.2| 31 | 45 | 50 |100| 10| 11,800| | SDFA155 [15.5| 48 | 65 |69.5|120| 16 | 28,900
SDFA103 (10.3| 31 | 45 | 50 |100| 10| 11,800| | SDFA156 [15.6| 48 | 65 |69.5|120| 16 | 28,900 ==
SDFA104 (10.4| 31 | 45 | 50 |100| 10| 11,800| | SDFA157 [15.7| 48 | 65 |69.5|120| 16 | 28,900
SDFA105 |10.5| 32 | 45 | 50 |100| 10 11,800 SDFA158 |15.8| 48 | 65 |69.5/120| 16 | 28,900
SDFA106 |(10.6| 32 | 45 | 50 |100| 10| 11,800| | SDFA159 [(15.9| 48 | 65 | 70 |120| 16 | 28,900
SDFA107 |10.7| 32 | 45 | 50 |100| 10| 11,800|| SDFA160 |16.0/ 48 | 65 | 70 |120| 16 | 28,900
SDFA108 |10.8/ 33 | 45 | 50 |100| 10| 11,800|| SDFA161 |16.1| 48 | 65 | 70 |130| 16 | 35,200
SDFA109 (10.9| 33 | 45 | 50 |100| 10| 11,800| | SDFA162 (16.2| 48 | 65 | 70 |130| 16| 35,200
SDFA110 |11.0| 33 | 45 | 50 |[100| 10| 11,800| | SDFA163 |(16.3/ 48 | 65 | 70 |130| 16 | 35,200 hya—
SDFA111 |11.1| 33 | 50 |53.5|/110| 12| 14,800| | SDFA164 [16.4| 48 | 65 | 70 |130| 16| 35,200
SDFA112 |11.2| 34 | 50 | 54 [110| 12| 14,800| | SDFA165 |16.5/ 48 | 65 | 70 [130| 16| 35,200
SDFA113 |11.3| 34 | 50 | 54 |[110| 12| 14,800| | SDFA166 |16.6/ 48 | 65 | 70 [130| 16| 35,200
SDFA114 |11.4| 34 | 50 | 54 [110| 12| 14,800| | SDFA167 |16.7| 48 | 65 | 70 |130| 16| 36,400
SDFA115 |[11.5| 35 | 50 |54.5|110| 12| 14,800 | | SDFA168 |16.8/ 48 | 65 | 70 |130| 16| 36,400
SDFA116 |11.6| 35 | 50 |54.5|110| 12| 14,800|| SDFA169 |16.9/ 48 | 65 | 70 |130| 16| 36,400
SDFA117 |11.7| 35 | 50 |54.5|110| 12| 14,800|| SDFA170 (170 48 | 65 | 70 |130| 16| 36,400
SDFA118 |11.8| 36 | 50 | 55 |110| 12| 14,800|| SDFA171 |(171|52 | 70 | 75 |130| 16| 41,300
SDFA119 |11.9/ 36 | 50 | 55 |110| 12| 14,800|| SDFA172 |(172| 52 | 70 | 75 |130| 16| 41,300
SDFA120 |12.0| 37 | 50 | 55 [110| 12| 14,800| | SDFA173 |[173| 52 | 70 | 75 |130| 16| 41,300
SDFA121 |12.1| 40 | 55 | 60 [110| 12| 17,300 SDFA174 |17.4| 52 | 70 | 75 |130| 16 | 41,300
SDFA122 |12.2/ 40 | 55| 60 |110| 12| 17,300| | SDFA175 |175| 52 | 70 | 75 |130| 16 | 41,300
SDFA123 |12.3/ 40 | 55 | 60 |110| 12| 17,300 SDFA176 |176| 52 | 70 | 75 |130| 16| 41,300
SDFA124 (12.4| 40 | 55 | 60 |110| 12| 17,300|| SDFA177 [(177| 52| 70| 75 |130| 16| 41,300
SDFA125 |12.5| 40 | 55 | 60 [110| 12| 17,300| | SDFA178 |[178| 52 | 70 | 75 |130| 16| 41,300
SDFA126 |12.6| 40 | 55 | 60 [110| 12| 17,300|| SDFA179 |[179| 52 | 70 | 75 |130| 16| 41,300
SDFA127 |12.7| 40 | 55 | 60 [110| 12| 17,300|| SDFA180 [(18.0/ 52 | 70 | 75 |130| 16 | 41,300
SDFA128 |12.8/ 40 | 55| 60 |110| 12| 17,300|| SDFA181 |18.1| 56 | 75 |775|150| 20| 55,100
SDFA129 |12.9/ 40 | 55 | 60 |110| 12| 17,300|| SDFA182 |18.2| 56 | 75 |775|150|20| 55,100
SDFA130 |13.0| 40 | 55 | 60 [110| 12| 17,300| | SDFA183 |18.3| 56 | 75 |775|150| 20| 55,100
SDFA131 (13.1| 43 | 58 | 63 |110| 12| 20,000| | SDFA184 (18.4| 56 | 75 | 78 |150| 20| 55,100
SDFA132 |13.2| 43 | 58 | 63 [110| 12| 20,000| | SDFA185 [18.5/ 56 | 75 | 78 |150| 20| 55,100
SDFA133 |13.3| 43 | 58 | 63 |110| 12 | 20,000| | SDFA186 |18.6| 56 | 75 | 78 |150| 20| 55,100
SDFA134 |13.4| 43 | 58 | 63 |110| 12 | 20,000| | SDFA187 |18.7| 56 | 75 | 78 |150| 20| 55,100
SDFA135 |13.5| 43 | 58 | 63 [110| 12| 20,000| | SDFA188 [18.8| 56 | 75 |78.5|150| 20| 55,100
SDFA136 (13.6| 43 | 58 | 63 |110| 12| 20,000| | SDFA189 (18.9| 56 | 75 |78.5|150| 20| 55,100
SDFA137 (13.7| 43 | 58 | 63 |110| 12 | 20,000| | SDFA190 (19.0| 56 | 75 |78.5|150| 20| 55,100
SDFA138 (13.8| 43 | 58 | 63 |110| 12| 20,000| | SDFA191 [(19.1| 60 | 80 | 84 |150| 20| 56,400
SDFA139 |13.9| 43 | 58 | 63 [110| 12| 20,000| | SDFA192 [19.2| 60 | 80 | 84 |150| 20| 56,400
SDFA140 |14.0/ 43 | 58 | 63 |110| 12 | 20,000 | SDFA193 |19.3/ 60 | 80 | 84 |150| 20| 56,400
SDFA141 |14.1| 45 | 60 |62.5|/120| 16 | 28,300| | SDFA194 |19.4| 60 | 80 | 84 |150| 20| 56,400
SDFA142 |14.2| 45 | 60 |62.5|/120| 16 | 28,300| | SDFA195 |19.5| 60 | 80 [84.5|/150| 20| 56,400
SDFA143 (14.3| 45 | 60 |62.5|/120| 16 | 28,300| | SDFA196 [(19.6| 60 | 80 |84.5|150| 20| 56,400
SDFA144 |14.4| 45 | 60 | 63 |120| 16 | 28,300| | SDFA197 |19.7| 60 | 80 |84.5|150| 20| 56,400
SDFA145 |14.5| 45 | 60 | 63 [120| 16 | 28,300| | SDFA198 [19.8| 60 | 80 |84.5|150| 20| 56,400
SDFA146 |14.6| 45 | 60 | 63 [120| 16| 28,300| | SDFA199 [19.9/ 60 | 80 | 85 |150| 20| 56,400
SDFA147 |14.7| 45 | 60 | 63 |120| 16 | 28,300| | SDFA200 |20.0| 60 | 80 | 85 |150| 20| 56,400
SDFA148 |14.8| 45 | 60 |63.5/120| 16 | 28,300

Product No.

X2 )—
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Solid Carbide Drills with Counterbore(for hexagonal socket bolts)

® SiERGH TR

External Cooling

o TR ML BERUI(SDX)ETF YRRV

i (SDFA)DEASTE _
Corsivs |z 8 s o o oy o
a l a J © IEHBIARIC K B BN/ HEH I RE
© © L The superior chip ejection performance by the special
21 ‘ ‘ 92 flute shape
Reamers 2 o B FBIEA2+OKTLI7 LAO— T REF®
L ‘ With super micro-grain Carbide +OK premium coat, it is
longer tool life
Metal
Sliting Saws T & size
Prl':ol?:!uct No MR Rﬁjs
' 21 d
Cutters SDZA-MO03 M3 3.4 13 6.5 25 65 35 8
SDZA-M04 M4 4.5 18 8 35 75 35 8
SDZA-MO05 M5 5.5 22 9.5 40 85 40 10
SDZA-M06 M6 6.6 25 11 45 90 40 12
SDZA-MO08 M8 9 28 14 55 100 40 12
SDZA-M10 M10 11 30 175 60 110 45 16
SDZA-M12 M12 14 32 20 65 115 45 20

KUJvhnx E<YINI ] $
Drilling Counter boring Drilling+Counter boring

HBEERY I3vERUIV BRI
SDX2/4A SDFA SDZA

SDZ A #ERYHIRM
Recommended Drilling Conditions for SDZA
— IS S ER Rl R T 58K A2i-HEE 54 230 -HESE )
e Structural Steels, Carbon Steels, Cast Iron Alloy Steels, Hardend Steels Dies steels, Hardend Steels 551 )Lk
Work Material $S5400,850C.FC (SCM440,HPM) (SKD6 1,NAK,HPM) Ductzlle:gas; Iron
~200HB ~30HRC ~40HRC
AIETE S E1ER% %D 1553 %b E1ER %D [EIL= b-35)
O Dilng Condiion | Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Size (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
M3 4,500 300 3,700 240 2,200 120 3,300 220
M4 3,400 300 2,800 240 1,600 120 2,500 220
M5 2,800 300 2,300 240 1,300 120 2,000 220
M6 2,300 300 1,900 240 1,100 120 1,700 220
M8 1,700 290 1,400 230 800 115 1,250 200
M10 1,400 280 1,200 220 660 110 1,000 180
M12 1,100 260 920 200 520 100 800 180

A1) BRI, O—IRRB KOVERRMICKOYIHIRHDREEDUETT
The adjustment of the cutting condition is necessary by a use machine, a work shape and a work condition.

E2) TKBMVHIRTINTI I %5813, LERROMEFEE ELXD1Z20% FFTLIEE L,
When you drilling with non-water-soluble cutting fluid, please lower the spindle speed and the feed rate of the table mentioned above and forwarding 20%.

E3) UIbMDRLIED NI DBEIFRAT Y TINLTZETIEOTLIEE L,
When the chips are the drilling which become long, please use step drilling.
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Endmills

Drills

Reamers

Metal
Slitting Saws

Cutters

68

CDAA-S CDA-S

BEtE>2—RJJL OKa—b BEER2—KJIL J>a—b
Solid Carbide Center Drills (OK-Coated) Solid Carbide Center Drills (non-Coated)

¢dh6

—
o]

¢D+8.1

L L
® SEIERARIE . RO EICENIZ X 22T | 28R A, ® FiR60° ARt A—RUILTT,
The nose geometry adopts X-Thinning. it is point angle 60°A type central drill.
o Bk FBR AR R, i |zEadE | gugs) @ S TEREREMA. A | RELE | DHIAR
The super micro-grain carbide is used. Point Surface | Cutting The super micro-grain carbide is used. Point Surface | Cutting
Angle Treaatment| Conditions Angle Treaatment| Conditions

L ol J | J

OK:' - I\ OK-coat /):I - I\ non-coat d—;f Size
7 T 5
o RIS o RO
(L g Standard price L) Standard price *ﬁ&
Product No. ¥ Product No. ¥ d
CDAAO010S 4,200, CDA-010S 3,600 1.0 1.3 45 4
CDAAO015S 4,900, CDA-015S 4,000 1.5 19 45 4
CDAA020S 5,500, CDA-020S 4,600 2.0 2.6 45 6
CDAA025S 7,100 CDA-025S 5,900 25 3.2 60 8
CDAAO030S 7,100 CDA-030S 5,900 3.0 3.9 60 8
CDAA040S 11,300 CDA-040S 9,400 4.0 5.8 70 10
CDAAO050S 17,200| CDA-050S 14,300 5.0 71 75 12
~ » .
CDA-S / CDAA-S E%—RU)b wmmiuse
Recommended Drilling Conditions for Center Drills
I —RRIEIS A - RERH =F i AT VU FIEZ=k
) Structural Steels, Carbon Steels Alloy Steels Stainless Steels Aluminum
Work Material SS8400,555C,SCM,SK,SKD SCM,SK,SKD SUS304,316 A2024,A7075
T 50~65m/min 40~50m/min 30~40m/min 100~130m/min
|5 [EIE T b-30] [CIEREL =30} Ik %D [EIEd %D
Pmcﬂf‘m Code 7“][)11 J%% Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
1 4 4,000 0.02-0.06 3,200 0.02-0.05 2,400 0.02-0.05 8,000 0.02-0.06
15| 4 3,200 0.03-0.08 2,500 0.03-0.07 1,900 0.03-0.07 6,400 0.03-0.08
2 6 2,700 0.04-0.09 2,100 0.04-0.08 1,600 0.04-0.08 5,300 0.04-0.09
CDA-S [25] 8 2,000 0.05-0.11 1,600 0.05-0.10 1,200 0.05-0.10 4,000 0.05-0.11
3 8 2,000 0.06-0.13 1,600 0.06-0.12 1,200 0.06-0.12 4,000 0.06-0.13
4 |10 1,600 0.07-0.14 1,300 0.07-0.13 1,000 0.07-0.13 3,200 0.07-0.14
5 |12 1,300 0.09-0.16 1,100 0.09-0.15 800 0.09-0.15 2,700 0.09-0.16
1 4 5,200 0.02-0.06 4,000 0.02-0.05 3,200 0.02-0.05 10,400 0.02-0.06
15| 4 4,100 0.03-0.08 3,200 0.03-0.07 2,500 0.03-0.07 8,300 0.03-0.08
2 6 3,500 0.04-0.09 2,700 0.04-0.08 2,100 0.04-0.08 6,900 0.04-0.09
CDAA-S |25 8 2,600 0.05-0.11 2,000 0.05-0.10 1,600 0.05-0.10 5,200 0.05-0.11
3 8 2,600 0.06-0.13 2,000 0.06-0.12 1,600 0.06-0.12 5,200 0.06-0.13
4 |10 2,100 0.07-0.14 1,600 0.07-0.13 1,300 0.07-0.13 4,100 0.07-0.14
5 |12 1,700 0.09-0.16 1,300 0.09-0.15 1,100 0.09-0.15 3,500 0.09-0.16

A MMITUEVWERDER] ETIE (Br5—RUIL) OEEDR] ZoEERD. IA<KLTTEL,
Please bring the demanded chamfering diameter and the amount of the chamfering of the center drill close.
AE2) B Fryold. BIEDSIBEDEVEDZCHERATEL,

Use arigid and precise machine and holder.
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Coated Solid Carbide Point Drills for NC Machine

D)2

O RJLINTREFDAIE R X, EERY) AN
TICHRBEARAIRUILTT,
The best for positioning and the
chamfering of the drilling.

-z
ABN)—
FimA60° Point angle 60° 5Eimf 120° Point angle 120°
a S size B (i - <tk sice ——
i % s Standard price () % 3 Standard price
Product No. Product No. ¥ 71“/9_
SNPDA030-060 8 50 4,000 |SNPDAO030-120 8 50 4,000

5,700
7,300
SNPDA100-060| 10 | 25 | 100 | 10 9,900 | SNPDA100-120| 10 | 25 | 100 | 10 9,900
SNPDA120-060| 12 | 30 | 110 | 12 14,800 | SNPDA120-120| 12 | 30 | 110 | 12 14,800

d
3 3
4,300/ |SNPDA040-120| 4 10 | 60 4 4,300
6 6
8 8

3 3
SNPDA040-060, 4 10 | 60 4
SNPDA060-060, 6 15 | 70 6 5,700 |[SNPDA060-120
SNPDAO080-060, 8 8 7,300 |SNPDA080-120

SEiRAE90° Point angle 90° 5w 135° Point angle 135°
& SRR ffi 5 = B A

=]
o Standard price () Standard price

Product No. - V4 Product No. ¥

SNPDAO030-090| 3 3 4,000 |SNPDAO030-135| 3 8 50 3 4,000
SNPDA040-090, 4 10 | 60 4 4,300/ |SNPDA040-135| 4 10 | 60 4 4,300
6 6 6
8 8 8

SNPDA060-090 5,700 |[SNPDA060-135| 6 15 | 70 5,700
SNPDA080-090 7,300 SNPDA080-135| 8 20 | 90 7,300
SNPDA100-090| 10 | 25 | 100 | 10 9,900 | SNPDA100-135| 10 | 25 | 100 | 10 9,900
SNPDA120-090| 12 | 30 | 110 | 12 14,800 | SNPDA120-135| 12 | 30 | 110 | 12 14,800

SNPDA: (&2 J ML) HREISE
Recommended Drilling Conditions for SNPDA (Centering)

I (R RS- 2R3 RERHE =F=] FERER AT VU Sk ZIVEZULER
Work Material Low Carbon Steels Mild Steels Carbon Steels Alloy Steels Special Alloy Steels Stainless Steels Cast Iron Aluminum Alloys
SS400/S515C S45C SCM440 SKD61(~35HRC) SUS304 FC250 AC4D

Cﬂﬁgﬁfd 65~80 m/min | 40~60 m/min | 30~50 m/min | 16~25 m/min | 16~25 m/min | 60~80 m/min | 110~160 m/min

UIHIRMF|  EERE =D [El#5E =D [ElERE %D [ %D [ %D [ ED [EIEEE =D
gy~ Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia(mm) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)

® 3 | 7,400 |004~008| 5,300 |0.04~0.08| 4,000 |0.04~0.08/ 2,100 |0.04~0.08/ 2,100 |0.04~0.08| 7,400 |0.04~0.08/ 12,000/0.08~0.16

¢ 4 | 5500 |0.05~009| 4,000 |0.05~0.09| 3,000 |0.05~0.09| 1,600 |0.05~0.09| 1,600 |0.05~0.09| 6,500 |0.05~0.09| 9,500 |0.09~0.18
¢ 6 3,700 |0.06~0.12| 2,000 |006~0.12| 2,000 |0.06~0.12| 1,050 |0.06~0.12| 1,050 |0.06~0.12| 3,700 |0.06~0.12| 6,4000.10~0.20
¢ 8 2,800 |0.08~0.14| 2,600 |008~0.14| 1,500 |0.08~0.14] 800 |0.08~0.14| 800 |0.08~0.14| 2,800 |0.08~0.14| 4,8000.13~0.25

@10 2,300 |0.10~0.16| 1,600 |0.10~0.16| 1,200 |0.10~0.16/ 650 |0.10~0.16| 650 |0.10~0.16| 2,300 |0.10~0.16| 3,800 |0.17~0.28

o12 1,900 |0.10~0.16| 1,300 |0.10~0.16/ 1,000 |0.10~0.16/ 550 |0.10~0.16| 550 |0.10~0.16| 1,900 |0.10~0.16/ 3,200 |0.17~0.28

X COYHISRHEKBIEREZER LSS DR CY S YIRLERIZ ER T 2155 FIEISRMZ20% FIF TS0,

These Conditions are for centering with water soluble cutting fluid. When using non-water soluble cutting fluid,reduce the drilling conditions by 20% of these table.

NREEXO M THE, ESEROOETIEDREZ2EEREZ LRICUTIZE L,

When counter sinking, drilling conditions can be up to 2 times the limit shown above for centering conditions.

SORA VMINIEE N TRICEDE T BB EDREZRFEL TS,

When machining a point hole,adjust the rotation speed and feed rate according to the machining diameter.

69



< [(Okazaki

Jethnfy | REMLIE | SIHISRME

manits | S IDIL A |, | S,
e oo I

BB )YR)—F42FK)IL OKI—h L oA J

Coated Carbide Solid Leading Drills

Drills

o REMY., 22U Y. ViE. X CEINI A FIRE.
Hole chamfering,V-groove,lateral feed Chafering is
possible.

® M ~EAM. AT L AZEADIIICEHXT .
Supports processing from raw materials to hardened
steel, stainless steel,etc.

Reamers ‘ 1
. £ 3l 3
Metal 2
Slitting Saws L
BSET PN

Cutters

5EiRA90° Point angle 90°

. T s —— <IEEHBOBETE>
m & S Standard price Reference dimentions of tool tip
Product No. V4
SDLA0O30-090 | 3 | 08 | 8 50 3 4,300
SDLA040-090 | 4 1.0 | 10 | 60 4 4,800
SDLA060-090 | 6 15 | 15 | 70 6 6,200
SDLAO080-090 | 8 | 20 | 20 | 90 8 8,300

SDLA100-090 | 10 | 25 | 25 | 100 | 10 | 11,000/ 05 ZFSHWER
SDLA120-090 | 12 | 3.0 | 30 | 110 | 12 | 16,400| 0.6

<7Jl] Iﬁ]>Processing example

OADEEYIT @t>2)>ImL @tExY)CHEMNL @ViEhiLT
Chamfering Centering Chamfering V-grooving

(Horizontal feed)

SDLA : i#=tJHIRE OROEERDINT @ty UVIMT
Recomended Cutting Condition for SDLA (D Chamfering, @ Centering

I BiEH KR S8 ik SAEH SAEH TE#H.ATVVAR
Work Material S5,545C,SCM FC SKD (HRC30~50) SKD (HRC50~60) SKH,SUS
cﬂ?\g’ﬁi 50~ 120(m/min) 40~100(m/min) 40~80(m/min) 20~40(m/min) 10~30(m/min)
R [ElE5E *%b Bk *%b [ElE5E %D Ik %D et %b
Dia Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
(mm) (RPM) (mm/rev.) (RPM) (mm/rev.) (RPM) (mm/rev.) (RPM) (mm/rev.) (RPM) (mm/rev.)
3 8,500 0.04~0.08 6,400 0.04~0.08 4,250 0.02~0.06 3,200 0.02~0.06 1,600 0.02~0.06
o4 6,400 0.04~0.08 4,800 0.04~0.08 3,200 0.02~0.06 2,400 0.02~0.06 1,200 0.02~0.06
6 4250 |0.05~0.10| 3,200 |0.05~0.10| 2,100 |0.04~0.08 1,600 |0.04~0.08 800 |0.04~0.08
»8 3,200 |[0.05~0.10| 2400 |0.05~0.10 1,600 |0.04~0.08 1,200 |0.04~0.08 600 |0.04~0.08
10 2,550 0.05~0.11 1,900 0.05~0.11 1,300 0.04~0.08 1,000 0.04~0.08 500 0.04~0.08
12 2,100 0.05~0.11 1,600 0.05~0.11 1,100 0.04~0.08 800 0.04~0.08 400 0.04~0.08

SORA VMNIEE N TRICEDE T EEMEDREZRFEL T,

When machining a point hole,adjust the rotation speed and feed rate according to the machining diameter.
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Coated Solid Carbide V-Pointed Endmills "MENTOMILL" (2 Flutes) Coated Solid Carbide V-Pointed Endmills "MENTOMILL"
KU
2
°
e
—
L
-
( aE Sl xILA | mEnE tJJ‘é’IJ%{ﬂ ( by ] *ILA | RELE tﬂ‘ﬁ']%lﬂ
Number of Point Helix Surface Cutting Number of Point Helix Surface Cutting
Flutes Angle Angle Treatment | Conditions Flutes Angle Angle Treatment | Conditions
90° IR 120°J§ 30, - 90" j§ 120°'JR 30; m X8 )—
- 127
MNERREZm IS | B2
o ROEERYINTICHA. VIEITL. CEINIFDHEEYEIHI o ROEEYINTICHA. ViEIT. CEIMIF DX IH
HHJEETT . HAEETT . hva—
Ideal for countersink, chamfering and V slit work. Ideal for countersink, chamfering and V slit work.

SEiHA90° Point angle 90°

T.ﬁf Size

n om | PEEME o om | RS

Product No. Stand;;: - Product No. Stand;; i 3]5% d
SVMAO030-090 10,800 SVM-030-090 8,600 3 6 0.2 48 6
SVMA040-090 11,000 SVM-040-090 8,800 4 8 0.25 48 6
SVMAO050-090 11,400 SVM-050-090 9,200 5 10 0.3 67 6
SVMAO060-090 11,600 SVM-060-090 9,300 6 12 0.4 67 6
SVMA080-090 15,000 SVM-080-090 12,000 8 16 0.5 84 8
SVMA100-090 22,400 SVM-100-090 17,900 10 20 0.6 95 10
SVMA120-090 29,300 SVM-120-090 23,500 12 24 0.8 104 12
SVMA160-090 53,400 SVM-160-090 42,700 16 32 1.0 132 16
SVMA200-090 94,500 SVM-200-090 75,600 20 40 1.2 140 20

5Eimf 120° Point angle 120°

T . T size
:ll:ﬁ % St;::ndard price :I':'I:' % Stna‘ndard price 3]&

Product No. ¥ Product No. ¥ D d
SVMA030-120 10,800 SVM-030-120 8,600 3 6 0.2 48 6
SVMAO040-120 11,000| SVM-040-120 8,800 4 8 0.25 48 6
SVMAO050-120 11,400| SVM-050-120 9,200 5 10 0.3 67 6
SVMAO060-120 11,600 SVM-060-120 9,300 6 12 0.4 67 6
SVMA080-120 15,000 SVM-080-120 12,000 8 16 0.5 84 8
SVMA100-120 22,400 SVM-100-120 17,900 10 20 0.6 95 10
SVMA120-120 29,300 SVM-120-120 23,500 12 24 0.8 104 12
SVMA160-120 53,400 SVM-160-120 42,700 16 32 1.0 132 16
SVMA200-120 94,500 SVM-200-120 75,600 20 40 1.2 140 20
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Coated Solid Carbide V-Groove Cutters

¢)dh6

-GE——

( poE S REIZ f)J‘ﬁ"J%{ﬂ

Number of Point Surface Cutting

Flutes Angle Treatment | Conditions
Premium

<7J|]IWJ >Processing example

@ROEERYINT
Chamfering

OViginT

V-grooving

e

@EXYCEINT @22V ImIT
Reamers Chamfering Centering
- . (Horizontal feed)
o VENMTIICIA. RERY. I—F—EIRY. 22U TEDZEEENYEZ—TT,
In addition to V-groove processing, it is a multifunctional cutter for hole chamfering, corner
chamfering, centering, etc.
Metal O EENPUERVIEMTIICKE
Slitling Saws Ideal for V-groove machining that requires precision
|:'|:|':| § Product No. T_ﬁf Size *ggﬁ*g
%k 0=60° | 4k 6=90° HE 1R St Erdien
cu“ers Point angle 60° Point angle 90° D d ¥
SVCA030-060 SVCA030-090 8 45 3 0.2 3,300
SVCA040-060 SVCA040-090 4 45 4 0.25 3,600
SVCA060-060 SVCA060-090 6 50 6 0.4 4,700
SVCA080-060 SVCA080-090 8 60 8 0.5 7,000
SVCA100-060 SVCA100-090 10 70 10 0.6 9,300
SVCA120-060 SVCA120-090 12 75 12 0.8 13,500
SVCA160-060 SVCA160-090 16 90 16 1.0 26,600
SVCA200-060 SVCA200-090 20 105 20 1.2 46,700
(R Sl REE | GIHIRA
CCS3AS @mvhys—) o . s, | oS
60" jil 90" §§ 120° A
R K- NERED =
V)Y REBRYAYE— 38F-OKI—hH ! ) ] | (e | B -

72

Coated Solid Carbide Countersinks (3 Flutes)

oF

¢dh6

<7J|]I1§|J >Processing example

OROEEBRYINT
Chamfering

o MY ERNBMIRERAL. N DOLHROVESREEJINT A RIEE,

High-speed chamfering processing is possible by having adopted blade shape for exclusive use of the chamfering.

@%XYCEMT
Chamfering
(Horizontal feed)

—

|:I|:|':| % Product No. T_ﬁf Size %Em*ﬁ
%M 0=60" | %ikf 6=90° | S 6=120° Standar rice
Point angle 60° Point angle 90° Point angle 120° ¥
CCS3AS060-060 | CCS3AS060-090 | CCS3AS060-120 6 50 6 1.3 5,500
CCS3AS080-060 | CCS3AS080-090 | CCS3AS080-120 8 60 8 2.6 7,300
CCS3AS100-060 | CCS3AS100-090 | CCS3AS100-120 10 70 10 2.6 9,000
CCS3AS120-060 | CCS3AS120-090 | CCS3AS120-120 12 75 12 2.6 11,300
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HCS3A

BREANUDIVERYDYE— 3MH-OKa—k
Coated Carbide Herical Countersinks (3 Flutes - OK-Coat)

+0.01

HCS3

BEANUDIERYAYZ— 3F-/>a—k

Carbide Herical Countersinks (3 Flutes - Non-Coat)

2D A\ S

03 M40 XL OEERYhyE—
Three-blade countersinks with 40° twist
BN Y —TANA T IT Y IREEHI K. YIhRE L L

% 3L
The unique Sharp Spiral Edge design delivers both cutting
performance and a smooth finish.

HCS3A : OK O—h
0 = B

Standard Price
Product No.

m &

Product No.

HCS3: />a—b

omn | HERE
p%&iﬁﬁe Cg:é}{ﬂij
o_A
= HCS3A
: v 74
J } HCS3
< > h

o SHEELHERY (AMRUAEAZEL30)

High-precision chamfering (chamfer angle tolerance +30')

o LBV LYIHIEIMEMA D ZETHI XN ZHH]

Suppressing vibration and cutting resistance minimizes

burrs and rough edges

&
FREEATA%

Standard Price

PE
D

o

a

IR |Finfm £k | AR TikiE
L o] f

HCS3A030-090 4,000, HCS3-030-090 3,500 3 | 135 | 90° | 45 3 | 03
HCS3A040-090 4,200 HCS3-040-090 3,700 4 | 1.85| 90° | 45 4 |03
HCS3A060-090 5,500, HCS3-060-090 4,800 6 |2.75| 90° | 50 6 | 05
HCS3A080-090 7,500 HCS3-080-090 6,400 8 |3.75| 90° | 60 8 | 05
HCS3A100-090 9,300 HCS3-100-090 8,200, 10 | 45 | 90° | 70 | 10 1
HCS3A120-090 11,500, HCS3-120-090 10,400 12 | 55 | 90° | 75 | 12 1

HCS3LA

BREAUAIVERYHYE—(O2T) 3H-0Ka—h
Coated Carbide Long Herical Countersinks (3 Flutes - OK-Coat)

.‘
YA

0.01

+
D,

HCS3L

BREANUHIIVERY Y& — (A7) 38H-/>3a—hk

Carbide Long Herical Countersinks (3 Flutes - Non-Coat)

[ mams %ﬂ'&ﬁﬂ
Product code Conditions
et HCS3LA
% s" 74
ﬂ HCS3L

3 HNA40° XL DEERY Hy & —
Three-blade countersinks with 40f_twist

O HBBEDI Y —TANA T Iy IEREHIEY. InkkElt EF
(iAo
The unique Sharp Spiral Edge design delivers both cutting
performance and a smooth finish.

HCS3LA : OK O—Fh

o SHEELHEERY (ARUAEAZEL30)

High-precision chamfering (chamfer angle tolerance +30')

o LBV LYIHIEREMA D ZETHIRP/N) 2

Suppressing vibration and cutting resistance minimizes

burrs and rough edges

HCS3L: />a—b

Product No. Product No.
HCS3LA040-090 4,800 HCS3L-040-090 4,000 4 | 185 | 90° | 60 4 0.3
HCS3LA060-090 6,200, HCSS3L-060-090 5,2000 6 |(2.75| 90° | 70 6 0.5
HCS3LA080-090 9,700, HCS3L-080-090 8,200 8 |3.75| 90° | 90 8 0.5
HCS3LA100-090 12,400 HCS3L-100-090 10,800 10 | 4.5 | 90° | 100 | 10 1
HCS3LA120-090 18,700 HCS3L-120-090 16,300 12 | 55 | 90° | 110 | 12 1

D)2

Y-z

X2 )—

hya—
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QCS3A

B QEEYDYEZ— 3MH-OKa—hk
Coated Carbide Spherical Chamfer (3 Flutes - OK-Coat)

—0.01
—0.03

¢D

=

QCS3

g QEmYHys— 3N />a—k

Carbide Spherical Chamfer Cutters (3 Flutes - Non-Coat)

J o YIS
B ng;:;;aj
QCs3A

74
Qcs3
o

oRYINNAEE :280°
R-cutting angle: 280°

©EE DINEERY). BEEYICINA T, IESO
AROEEY). NJERY A EEETT!
In addition to chamfering on holes and back side
chamfering, inner diameter cross holes can also
be chamfered and burrs removed!

QCS3: />a—b
= 5 g
& B AL o B RS Rk DR (TR &2
Standard Price Standard Price
Product No. Product No.
QCS3A029R 9,900,  QCS3-029R 8,300 29| 58 | 18 | 36 | 80 | 6
QCS3A039R 13,200 QCS3-039R 10,800 39| 78 | 24 | 48 | 90 8
QCS3A049R 16,500 QCS3-049R 13,900 49| 9.8 | 30 6 100 | 10
QCS3A059R 24,200 QCS3-059R 20,700 59 | 11.8 | 36 | 72 | 110 | 12
QCS3A/QCS3: #8fE Q mEO vy — HEZZLEIZR(4 Recommended Miling Conditions for QCS3A/QCS3
QCS3A0KI—h
MR e oo Tim s 27U 7LaS
SUS304.316 A5052
~ 20HRC ~ 30HRC ~ 40HRC
EIHIRE 80m/min 60m/min 40m/min 60m/min 200m/min EHRD
e =35) B %D B #D 5 $-30) EE2 $=35)
R (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
g 2.9 4,400 700 3,300 530 2,200 440 3,300 530 11,000 2,400 ap
[5) 3.9 3,250 650 2,450 490 1,600 400 2,450 490 8,200 2,000
4.9 2,600 600 1,950 450 1,300 360 1,950 420 6,500 1,800
5.9 2,160 540 1,600 400 1,100 330 1,600 350 5,400 1,600
ae 0.12R 0.12R 0.12R 0.12R 0.12R
i - - - - -
tﬂﬁjﬁiﬁ: Elﬁl',?‘;EOm/mln — Iilﬁg5(20m/m|n — IEIE%;Om/mm = @ﬁﬁEOm/mm = lﬁliﬁgﬂ:-lOm/mln = WEHRD
R (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
iﬁg 2.9 1,100 55 1,100 55 1,100 50 1,100 55 1,650 160 ap
[5) 3.9 800 50 800 45 800 40 800 45 1,200 120
4.9 650 40 650 35 650 30 650 35 1,000 100 w (
5.9 540 35 540 30 540 25 540 30 800 80
ae 0.12R 0.12R 0.12R 0.12R 0.12R
E1) YIDAGEBO EREBI DEEE. EOEBELTILEL,
A2) B, Fr v IS EEDOBVNEDZE CERLEEL, E3) tIHERRREIMICE L bDZEREL T LT,
HCS3A/HCS3 #t32EEIS%{4 Recommended Milling Conditions for HCS3A/HCS3
[ HCS3A:0Kd—k HCS3:/~d—hk
- —HRABERE - R - Fik A%l - HEA 25 YU = e
A $S400,S55,FCD SCM,SK,SKD SUea0a 816 052 -{;)] JA *{q:
~ 20HRC ~ 40HRC ~ 55HRC
EIRlRE 60m/min 50m/min 20m/min 50m/min 200m/min
PIEES S D (mm/min) [BEe D (mm/min) [BERe D (mm/min) [BERe D (mm/min) [BER¢ D (mm/min)
iR (rpm) XD | fHXD (rpm) BWXD | HHXD (rpm) XD | HHXD (rpm) XD | HHXD (rpm) BXD | fbxD
3 6,400 800 160 5,300 520 100 2,100 160 40 5,300 440 85 21,200 1,780 3560 i} ap
4 4,800 600 120 4,000 400 80 1,600 120 30 4,000 340 65 15,900 1,340 260 T
6 3,200 400 80 2,600 260 50 1,050 80 20 2,600 220 45 10,600 890 180 =
8 2,400 300 60 2,000 200 40 800 60 15 2,000 170 35 8,000 670 135 IR
10 1.900 240 50 1.600 160 30 640 50 12 1.600 135 27 6,400 540 110 ap
12 1,600 200 40 1,300 130 25 530 40 10 1,300 110 22 5,300 450 90 w
ap = 0.3D 0.2D = 0.3D 0.2D = 0.3D 0.2D = 0.3D 0.2D = 0.3D 0.2D

A1) LECSRME. HCS3A/HCSIDUIKIRHTY . OVIDBEF. IS5V TIRRICKD. REDABDNDERICIEDTIDT, EDZES50%L SLDSIHH T EEL,

F2) Hil. Fv v IRAEOSIBEDBNEDZE SERLIEEL.

E3) PIHLHIEREIM CEL B DEEE LT EE L,
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RCS3A RCS3

REEY)HYE— 3HMH-OKI—h REEYHYyH— 3H-/>a—hk
Coated Solid Carbide R-countersinks Solid Carbide R-countersinks )
F-Er et s UM | RELE | TIHISH R
® 3MMN T, AL—X % RERYIMIAEETT . Product code | M EE o [ | e iment | conations
The three angular tooth des enable smooth R chamfering.
oHFRT—H RCS3A oA
For iron-based workpieces B 10; Premium s
RCS3 =
S G
%ﬁ ol 5 * 3 HITT. R s XERERYMIHTRETT. y—v
/ S © The three angular tooth des enable smooth R chamfering.
R o JEHRT—UR
For non-ferrous workpieces
ABN)—
RCS3A : OK O—Fh RCS3: />a—b
:ﬁ.: % Stgfrfciﬁljﬁ:e lﬂl % Standard Price
Product No. ¥ Product No. ¥ hya—
RCS3A050R 6,600 RCS3-050R 5,500 05| 3 5 10 | 50 6
RCS3A075R 6,600 RCS3-075R 5,500 0.75| 3 55 | 10 | 50 6
RCS3A100R 6,600 RCS3-100R 5,500 1 8 6 - 50 6
RCS3A125R 8,800 RCS3-125R 7,500 125, 3 6.5 | 15 | 60 8
RCS3A150R 8,800 RCS3-150R 7,500 15 3 7 15 | 60 8
RCS3A200R 8,800 RCS3-200R 7,500 2 3 8 - 60 8
RCS3A250R 11,000 RCS3-250R 9,300 25 3 9 15 70 10
RCS3A300R 11,000 RCS3-300R 9,300 3 3 10 - 70 10
RCS3A400R 13,200 RCS3-400R 11,000 4 3 12 - 75 12
RCS3A500R 17,300 RCS3-500R 15,000 5 3 14 | 20 | 75 12

g A

\_ N

RCS3A/RCS3:REH) 11y & — HERLNHISM

[=]
m B RCS3A RCS3
—ARIBIE A R B5 8k AE-EEM -
n ATV 7IL=
P e S$S400,855,FCD SCM,SK,SKD L Ae0oo
~20HRC ~30HRC ~40HRC
s 80m/min 60m/min 40m/min 50m/min 120m/min
R [EIERE %D [EIEREY %D [EIEREY b=30) [EIERE %D [EIERE
(rom) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rom) (mm/min) (rom) (mm/min)
0.5 5,100 290 3,800 150 2,550 75 3,200 200 7.650 780
0.75 4,600 270 3,500 150 2,300 70 2,900 190 6,950 750
1 4,200 270 3,200 150 2,100 70 2,650 180 6,400 700
1.25 3,900 260 2,900 140 1,950 70 2,450 180 5,900 700
1.5 3,600 250 2,700 130 1,800 65 2,250 170 5,450 650
2 3,200 230 2,400 120 1,600 65 2,000 160 4,800 650
25 2,800 210 2,100 110 1.400 60 1,750 150 4,250 600
3 2,550 200 1,900 100 1,250 60 1,600 140 3,800 570
4 2,100 180 1,600 90 1,050 50 1,300 120 3,200 480
5 1,800 160 1,350 80 900 40 1,150 110 2,700 460
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WCS3A

a—NE7IVERYAYEZ— OKI—k
Coated Solid Carbide Double Chamfering cutter (Short Type)
o REMEDEER Y INTAAIHE

Both front and back sides can be chamferd.

® RUILRDIRIF/NUBREICH&E

Ideal for removing burrs from drill holes.

3

I |

g2
L

=¥ T P Fihf | RELE | YIS
AEB% ﬁ¥ﬁ\"ﬂi &E ﬁumber of Pf)ﬁiﬁnt Surface Céuk\:;ﬂ

900 Flutes Angle Treatment | Conditions
s IR m

J_L (\ Premium

0.2 * (WCS3A025(30.15)

Tj-if Size

Product

WCS3LA

OYJ 47 IVERYAYE— OKI—bk
Coated Solid Carbide Double Chamfering cutter (Long Type)
o JRATIE. T—yFHLICKWLWOY TRy Itk

Long type has a long neck that does not easily interfere

with the work.

OAIEDHBIUNINI v %R

Uses a rigid Endmill shank.

od,

AZB4 S AARER] ok

Flutes

Finfh

Number of Point

Angle

Surface

Cutting

RELE fﬂ%']%fﬂ

Treatment | Conditions

AL

0\ NE

ok-A

Premium

)

0.2

1£ Size

IREEATA%

P::jucfo x, E E'f% ﬁ E 1 % I_]—c‘_( Standard price
: 21 ﬂz d1 ¥

WCS3A025 |2.5/1.05 8 |15|45| 3 |0.45| 5,300 WCSSLAOSO 095 9,300
WCS3A030| 3 (13|10 18|45 | 4 |0.55| 5,900 \WCS3LA060| 6 2.5 33 3.6 80 6 1.15| 10,500
WCS3A035 |3.5/1.4| 12 |2.2| 45| 4 |0.60, 6,100 \WCS3LA080| 8 |3.7| 44 |4.4|90 | 8 |1.75| 13,900
WCS3A040 | 4 |1.6| 14 |25|/45| 4 |0.70, 6,100 \WCS3LA100/10|3.7| 55 |6.4|100| 10 |1.75| 17,400
WCS3A045 4.5/ 1.8 | 16 [2.8| 50 | 6 |0.80| 7,000
WCS3A050| 5 |2.1/18 | 3 |50 | 6 |0.95| 7,000
WCS3A055 |5.5/2.3| 20 3.3/ 50 | 6 |1.05| 7,000
WCS3A060| 6 |2.5/20|3.6/50| 6 |1.15| 7,000
WCS3A080| 8 |3.7|/25 |4.4/60 | 8 |[1.75| 9,300
WCS3A100 (10|3.7/30 |6.4| 70 |10|1.75| 11,600
Gy
Processing Example
. Y
_’ {
/' \

WCS3A/WCS3LA sesmtuise

I —RZAEIE A - TR A - 58 (~HRC45) ATV AE ik

S5400,S55C SCM,SK,SKD SUS304,5US316 FC250
YIEILRE 50~60m/min 40~50m/min 30~40m/min 50~60m/min

o U o b EE %0 EE b EE b
) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)

3 5,300 160 4,250 130 3,200 70 5,300 240

4 4,000 180 3,190 145 2,400 70 4,000 260

5 3,200 190 2,550 155 1,900 20 3,200 300

6 2,660 240 2,200 190 1,600 100 2,660 320

8 2,000 300 1,600 240 1,200 110 2,000 360

10 1,600 240 1,300 190 960 920 1,600 290

1) CORMRISTIAHO.EmmEREEL L/HIRISREDBERTY X T— DI Z TIREBICEOTRAEVET O T BEFEL TLEZL,
This condition table is the cutting condition based on the depth of cut 0.5 mm. It depends on the clamping condition of the machine and the work, so please adjust accordingly.

JE2) MEEWIIRARAI LV ORMEZE T FRITINERSBVERDHYET,
Backside removal may require lower conditions than the front side.

SES) NUDRET BHAIEEYETIFTEE,
If the burr is generated, please reduce the feed.
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[ mems | FULE | ZEWE | NERE | HIEE)
. P dnn Fd Helix Surface Dia. Cutting
Eﬂdml”s csRF roduct code Angle Treatment | Tolerance | Conditions
BEa—N)—< o BEHARAMLEEY—< CSR —
. . Th I i g
Solid Short Carbide Reamers _e ger:f\r'{ purpose carb'de,reamer ms
Drills ORI DAL a— 27T CSRF UK-HR

Due to the short type,this reamer is few runout. \_ Hard -

p TFINDIREE  Prepared Hole

) EAE | D b A
s | ———— v | o | | Bl
1 Ul o
Reamers Ol X | X | X
a g
e 30° */1;\/7&
90°| al N — 1 led =
Metal Y 2 | — = _ |<1>dh6
Slitting Saws 21 a
L < 21 1
L
TYPE A Dp1.0~¢2.9:pd:300
Cutters @¢3.0~¢3.9:¢pd™ b 4— EAIEPTOBHE TYPE B ¢4.0~¢20.0

TJ- ;f Size /V:— '\ non-coat OK-HRO— '\ OK-HR coat

os |me oS on | & ® | YEE s | EYER
L d a Product No. ¥ Product No.

1.0 12 | 50 1 0.3
11~15| 15 | 50 | 1.5 | 0.3
1.6~19 | 18 | 50 2 0.3

2.0 18 | 50 2 0.3

21~25| 20 | 50 | 25 | 0.3
26~29| 20 | 50 0.3

CSR-010 3,300 = =
CSR-011~015 3,300 — —
CSR-016~019 3,200 — —

CSR-020 3,200 — —
CSR-021~025 3,600 — —

3 CSR-026~029 | 4,000 CSRF026~029 | 4,900
Helical 30 |27 60| 4 |05 CSR-030 4,000) CSRF030 4,900
31~85| 27 | 60 | 4 | 05 CSR-031~035 | 4,600 CSRF031~035 5,500 A-®
POWERFUL | 1 36~3.9] 27 | 60 | 4 | 05 CSR-036~039 | 4,700 CSRF036~039 | 5,700
REAMER 40 [ 27160 ] 4 |05 CSR-040 4,700/  CSRF040 5,700

41~45| 30 | 70 | 45 | 0.5 CSR-041~045 5,200 CSRF041~045 6,300

End Cutting | [46~49] 30 | 70 | 5 | 0.5 CSR-046~049 5,700 CSRF046~049 6,900
5.0 30 | 70 | 5 | 05 CSR-050 5,700 CSRF050 6,900
Hard 51~55| 30 | 80 | 55 | 0.8 CSR-051~055 6,400 CSRF051~055 7,700
56~59| 30 | 80 | 6 | 0.8 CSR-056~059 6,800 CSRF056~059 8,200
6.0 30 | 80 | 6 | 0.8 CSR-060 6,800  CSRF060 8,200
6.1~65| 35 | 80 | 7 | 0.8 CSR-061~065 8,000 CSRF061~065 9,600
6.6~69| 35 | 80 | 7 | 0.8 CSR-066~069 9,600 CSRF066~069 | 11,600
7.0 35 | 80 | 7 |08 CSR-070 9,600 CSRF070 11,600
71~75| 35 | 80 | 8 | 0.8 CSR-071~075 | 10,900 CSRF071~075 | 13,100
76~79 | 35 | 80 | 8 | 0.8 CSR-076~079 | 12,500 CSRF076~079 | 15,000 B
8.0 35 | 80 | 8 |08 CSR-080 12,500 CSRF080 15,000
81~85| 40 | 90 | 9 | 1.2 CSR-081~085 | 14,200 CSRF081~085 | 17,100
86~89| 40 | 90 | 9 | 12 CSR-086~089 | 16,200 CSRF086~089 | 19,500

9.0 40 | 90 9 1.2
9.1~95] 40 | 90 | 10 | 1.2
9.6~9.9| 40 | 90 | 10 | 1.2

CSR-090 16,200 CSRF090 19,500
CSR-091~095 17,600 CSRF091~095 | 21,200
CSR-096~099 19,700 CSRF096~099 | 23,700

(oMol RoRoRoRoloRoloR ol ReoRie Mo Nie>)NEe)Nie) Mo Mo NN -y [N SNy N SNY N SNy S I SN S SN SN P SN I Y

10.0 40 | 90 | 10 | 1.2 CSR-100 19,700 CSRF100 23,700
10.1~109 40 | 90 | N1 1.2 CSR-101~109 23,000 CSRF101~109 27,700
11.0 40 | 90 | N1 1.2 CSR-110 23,000 CSRF110 27,700
11~119) 45 | 90 | 12 | 15 CSR-111~119 26,900 CSRF111~119 32,300
12.0 45 | 90 | 12 | 15 CSR-120 26,900 CSRF120 32,300
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toE— REXR
Center length
BFEREE (mm) ¥58 (mm) IVRIN
5&? Chamfer length Distance
& @ to/{;;\;a%me b m/ILe\\rfE:rxl:ce
0.97~1.10 0.3 0.8 b KU
1.11~1.30 0.3 0.9
1.31~1.50 0.3 1.0 & 30°
151~1.70 0.3 1.1 [—‘
1.71~1.90 0.3 1.2 '
1.91~2.10 0.3 01 1.3 o Y
2.11~2.30 0.3 1.4 <
2.31~2.50 0.3 15 +0.3
251~2.70 0.3 1.6
2.71~2.90 0.3 1.7
291~3.10 05 18 TYPE A SeimsEiX
3.11~3.30 05 1.9 A& —
3.31~3.50 05 | 015 | 20
351~3.70 05 2.1
3.71~3.94 05 2.2
hva—
TJ- ;f Size /V:_'\ non-coat OK-HR:_'\ OK-HR coat
2K | W AR K & B JRIRIRE & & JRIRIRE
L d a Product No. ¥ Product No.
12.5 45 | 100 | 12 1.3 6 CSR-125 21,800 CSRF125 26,200
13.0 45 | 100 | 12 1.3 8 CSR-130 21,800 CSRF130 26,200
13.5 45 | 100 | 12 1.3 8 CSR-135 23,300 CSRF135 28,000
14.0 45 | 100 | 12 1.5 8 CSR-140 23,300 CSRF140 28,000
145 | 45 | 100 | 16 | 15 | 8 CSR-145 26,200 CSRF145 31,400
15.0 45 | 100 | 16 1.5 8 CSR-150 26,200 CSRF150 31,400
15.5 45 | 100 | 16 15 8 CSR-155 24,800 CSRF155 29,700 AYBLT
16.0 45 | 100 | 16 1.5 8 CSR-160 24,800 CSRF160 29,700 B
16.5 45 | 105 | 16 15 8 CSR-165 41,000 CSRF165 49,100 NN
17.0 45 | 105 | 16 1.5 8 CSR-170 41,000 CSRF170 49,100 )—=
175 45 | 105 | 16 15 8 CSR-175 41,000 CSRF175 49,100 —
180 | 45 [105] 16 | 15 | 8 CSR-180 41,000 CSRF180 49,100 IVFRf
18.5 45 | 105 | 20 15 8 CSR-185 44,000 CSRF185 52,700 -
19.0 45 | 105 | 20 1.5 8 CSR-190 44,000 CSRF190 52,700 EEENA
19.5 45 | 105 | 20 15 8 CSR-195 44,000 CSRF195 52,700 —
20.0 45 | 105 | 20 1.5 8 CSR-200 42,400 CSRF200 52,700
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[ mems | AULA|REWE | VEAE | GHIEE)
eanis | (GG IRIM csrem i | b | S || Do | G
BES a—N)—v (B9S) 00.01mm&T. 0.005mMmEV CSRM 40,005
. . 0.01 steps and 0.005 steps B3 ' m
Solid Carbide Short Reamers A "Straight | 0
Drills e JEAZE 0~+0.005 CSRFM oHR
Dia. tolerance 0/+0.005 \_ — y.
o 1—T 1 VY MmbIEEL —
The coating items is standardized. TINDIKEE  Prepared Hole

. B@R| BR] | LFUR| M
Countersinks Through | Deep Stop Ellipse

S

Reamers 7 O] x| x| X
Metal a
Slitting Saws (*7:2%) 8 *r/‘ 30°
: — e — — - dh6
= [#d || "g] | ¢
Cutters A ‘
L L
TYPE A D¢0.97~¢2.89:¢d:5%2 _
@¢2.91~¢3.94:pd™® st s—EaitP9s® TYPE B ¢3.95~¢12.05

0.01mm steps

T 3 size /23— non-coat OK-HRO—P 0k-HR coat

Standard price Standard price
a Product No. ¥ Product No.

£E | R BHE I B & RAE (S o oB s i
L d

m 0.97~100| 12 | 50 | 1 | 0.3 | 4 |CSRM0097~0100, 3,300 — —
1.01~150| 15 | 50 | 1.5 | 0.3 | 4 |CSRM0101~0150 3,300 — —
Helical 151~200| 18 | 50 | 2 | 0.3 | 4 |CSRM0151~0200 3,200 — — A-D
2.01~250| 20 | 50 | 25 | 0.3 | 4 |CSRM0201~0250, 3,600 — —
Pg‘E"i\E,GEF#L 251~290| 20 | 50 | 3 | 0.3 | 4 |CSRM0251~0290| 4,000 CSRFM0251~0290 4,900
291~294| 27 | 60 | 4 | 05 | 4 |CSRM0291~0294| 4,800 CSRFM0291~0294 5,800
End Cutting | |2.95~3.00| 27 | 60 | 4 | 05 | 4 |CSRM0295~0300| 4,800 |CSRFM0295~0300 5,800
3.01~3.05| 27 | 60 | 4 | 05 | 4 |CSRM0301~0305 5,400 CSRFM0301~0305 6,500 A-2
Hard 3.06~350 27 | 60 | 4 | 05 | 4 |CSRM0306~0350 5,400 CSRFM0306~0350 6,500
351~394| 27 | 60 | 4 | 05| 4 |CSRM0351~0394 5,700 CSRFM0351~0394 6,900
3.95~400 27 | 60 | 4 | 05 | 4 |CSRM0395~0400 5,700 CSRFM0395~0400 6,900
401~405 30 | 70 | 45 | 0.5 | 6 |CSRM0401~0405 6,300 CSRFM0401~0405 7,600
4.06~450| 30 | 70 | 45 | 0.5 | 6 |CSRM0406~0450 6,300 CSRFM0406~0450 7,600
451~494| 30 | 70 | 5 | 05 | 6 |CSRM0451~0494| 6,800 CSRFM0451~0494 8,200
495~5000 30 | 70 | 5 | 05 | 6 |CSRM0495~0500 6,800 CSRFM0495~0500 8,200
5.01~5.05| 30 | 80 | 55 | 0.8 | 6 |CSRM0501~0505 7,700 CSRFM0501~0505 9,300
5.06~5.50| 30 | 80 | 55 | 0.8 | 6 |CSRM0506~0550/ 7,700 CSRFM0506~0550 9,300
551~594| 30 | 80 | 6 | 0.8 | 6 |CSRMO0551~0594 8,100 CSRFM0551~0594 9,700,
5.95~6.00/ 30 | 80 | 6 | 0.8 | 6 |CSRM0595~0600 8,100 CSRFM0595~0600 9,700
6.01~6.05| 35 | 80 | 7 | 0.8 | 6 |CSRM0601~0605 9,500 CSRFM0601~0605 11,500
6.06~650| 35 | 80 | 7 | 0.8 | 6 |CSRM0606~0650 9,500 CSRFM0606~0650 11,500
6.51~6.94| 35 | 80 | 7 | 0.8 | 6 |CSRM0651~0694 11,500 CSRFM0651~0694 13,800
6.95~700| 35 | 80 | 7 | 0.8 | 6 |CSRM0695~0700 11,500 CSRFM0695~0700 13,800
701~705| 35 | 80 | 8 | 0.8 | 6 |CSRM0701~0705 13,100 CSRFM0701~0705 15,800
706~750 | 35 | 80 | 8 | 0.8 | 6 |CSRM0706~0750, 13,100 |CSRFM0706~0750 15,800
751~794| 35 | 80 | 8 | 0.8 | 6 |CSRM0751~0794| 15,000 |CSRFM0751~0794 18,100
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/>3—PB non-coat OK-HR3O—B® 0ok-HR coat IVRIN
B | BEER a8 | BOER
Product No. Product No.
795~8.00 | 35 | 80 | 8 | 0.8| 6 |CSRM0795~0800| 15,000|/CSRFM0795~0800 18,100 KU
8.01~805 | 40 | 90 | 9 | 12 | 6 |CSRM0801~0805| 17,100 CSRFMO0801~0805 20,500
8.06~850 | 40 | 90 | 9 | 12 | 6 |CSRMO0806~0850| 17,100 CSRFM0806~0850 20,500
851~894 | 40 | 90 | 9 | 12 | 6 |CSRM0851~0894| 19,500 CSRFMO0851~0894 23,500 —_
8.95~9.00 | 40 | 90 | 9 | 12 | 6 |CSRM0895~0900| 19,500 CSRFM0895~0900 23,500
9.01~9.05 | 40 | 90 | 10 | 1.2 | 6 |CSRMO0901~0905| 21,200 CSRFM0901~0905 25,500
9.06~9.50 | 40 | 90 | 10 | 1.2 | 6 |CSRMO0906~0950| 21,200 CSRFM0906~0950, 25,500
951~9.94 | 40 | 90 | 10 | 1.2 | 6 |CSRM0951~0994| 23,700 CSRFM0951~0994 28,400
9.95~10.00 | 40 | 90 | 10 | 12 | 6 |CSRAM0995~1000 23,700 CSRFM0995~1000 28,400
10.01~10.05| 40 | 90 | 11 | 12 | 6 | CSRM1001~1005| 27,700 CSRFM1001~1005 33,300
10.06~10.50| 40 | 90 | 11 | 12 | 6 |CSRM1006~1050| 27,700/CSRFM1006~1050 33,300 XN =
10.51~10.94| 40 | 90 | 11 | 12 | 6 |CSRM1051~1094| 27,700 CSRFM1051~1094/ 33,300
10.95~11.00| 40 | 90 | 11 | 1.2 | 6 | CSRM1095~1100| 27,700 CSRFM1095~1100| 33,300
11.01~11.05 | 45 | 90 | 12 | 1.5 | 6 | CSRM1101~1105 | 32,300|CSRFM1101~1105 38,800 hvs—
11.06~1150 | 45 | 90 | 12 | 1.5 | 6 | CSRM1106~1150 | 32,300|CSRFM1106~1150 38,800
1151~11.94 | 45 | 90 | 12 | 15 | 6 | CSRM1151~1194 | 32,300 CSRFM1151~1194| 38,800
11.95~12.00 | 45 | 90 | 12 | 1.5 | 6 | CSRM1195~1200| 32,300|CSRFM1195~1200 38,800
12.01~12.05| 45 | 90 | 12 | 15 | 6 | CSRM1201~1205| 32,300 |CSRFM1201~1205/ 38,800

/>3—PB non-coat OK-HRO—NR® oK-HR coat
2 & ST = TR
SRR Standard price SR Standard price
0975~0995 | 12 | 50 | 1 | 0.3 | 4 |CSRM00975~00995| 3,300 — — AR
1005~1025 | 15 | 50 | 15 | 0.3 | 4 | CSRM01005~01025 | 3,300 — — —
1975~1995 | 18 | 50 | 2 | 0.3 | 4 | CSRM01975~01995 | 3,200 — — | MO | 7w
’ -2

2005~2.025 | 20 | 50 | 25 | 0.3 | 4 |CSRM02005~02025| 3,600 — —

2975~29% | 27 | 60 | 4 [ 05| 4 [CSAM2975~02085 4,800 CSRFM02075~029%5 5,800, | | IYKRft
3005~3.025 | 27 | 60 | 4 | 0.5 | 4 |CSRM03005~03025| 5,400 CSRFM03005~03025 6,500

3975~3995 | 27 | 60 | 4 | 0.5 | 4 |CSRM03975~03995| 5,700 CSRFM03975~03995 6,900 EREHA
4005~4.025 | 30 | 70 | 45 | 0.5 | 6 |CSRM04005~04025| 6,300 CSRFM04005~04025 7,600

4975~4.995 | 30 | 70 | 5 | 0.5 | 6 |CSRM04975~04995| 6,800 CSRFM04975~04995 8,200

5.005~5.025 | 30 | 80 | 5.5 | 0.8 | 6 |CSRM05005~05025| 7,700 CSRFM05005~05025 9,300

5975~5995 | 30 | 80 | 6 | 0.8 | 6 |CSRM05975~05995| 8,100 CSRFM05975~05995 9,700

6.005~6.025 | 35 | 80 | 7 | 0.8 | 6 |CSRM06005~06025| 9,500 CSRFM06005~06025 11,500

6.975~6995 | 35 | 80 | 7 | 0.8 | 6 |CSRM06975~06995| 11,500 CSRFM06975~06995 13,800

7005~7025 | 35 | 80 | 8 | 0.8 | 6 |CSRM07005~07025| 13,100 CSRFM07005~07025 15,800

7975~79% | 35 | 80 | 8 | 0.8 6 | CSRMO7S75~07995| 15,000 CSRFMO7S75~07995 18,100|

8.005~8025 | 40 | 90 | 9 | 12 | 6 |CSRM08005~08025| 17,100 CSRFM08005~08025 20,500

8975~8995 | 40 | 90 | 9 | 1.2 | 6 |CSRM08975~08995| 19,500 CSRFM08975~08995 23,500

9.005~0.025 | 40 | 90 | 10 | 1.2 | 6 |CSRM09005~09025| 21,200 CSRFM09005~09025 25,500

90.975~0.995 | 40 | 90 | 10 | 1.2 | 6 |CSRM09975~09995| 23,700 CSRFM09975~09995 28,400
10.005~10.025| 40 | 90 | 11 | 12 | 6 | CSRM10005~10025 | 27,700 |CSRFM10005~10025 33,300
10.975~10995| 40 | 90 | 11 | 12 | 6 | CSRM10975~10995 27,700 CSRFM10975~10995 33,300

11005~11.025| 45 | 90 | 12 | 15 | 6 | CSRM11005~11025 | 32,300 CSRFMi1005~11025 38,800

11975~11995| 45 | 90 | 12 | 1.5 | 6 | CSRM11975~11995 | 32,300|CSRFM11975~11995| 38,800
12.005~12.025| 45 | 90 | 12 | 15 | 6 | CSRM12005~12025| 32,300 |CSRFM12005~12025 38,800
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AR
Endmills c c R CCRM CCRF CCBFM Product code Angle | Tolerance | Treatment | Conditions
BEF vyFIU—7 cer o
Carbide Chucking Reamers CCRM =] +8'005
. B3
Drills o LM ERICKYERINTAETEE CCRF |&Im | 5
Because neck diameter is smaller than diameter,then suitable for deep hole processing. 0I(-HR
® I—F (I RGITELL | CCRFM 005 J
The coating items is standardized.
Countersinks -
T 30 TNINDIREE  Prepared Hole
r BE@N| AN | LkER| 1B
Through | Deep Stop Ellipse
Reamers U O
OO x| X
Metal
Slitting Saws
J>— l\ non-coat OK-H R3— I\ OK-HR coat
Cutters @ &  REEE e & BUAR
Product No. Product No.
2.95~2.99| 26 | 50 | 80 3 |05 ] 4 | CCRM0295~0299 4,100 CCRFM0295~0299 5,400
3.0 26 | 50 | 80 | 3 |05 4 CCR-030 3,900 CCRF030 5,100
3.00~3.05| 26 | 50 | 80| 3 | 05| 4 | CCRM0300~0305 4,100 CCRFM0300~0305 5,400
3.1~39 | 26 | 50 | 80 3 |05 4 CCR-031~039 4,700, CCRF031~039 6,100
3.95~3.99 | 26 | 50 | 80 | 3 | 05| 4 | CCRM0395~0399 4,700 CCRFM0395~0399 6,100
4.0 26 | 50 | 80| 3 |05 4 CCR-040 4,200 CCRF040 5,500
4.00~4.05| 26 | 50 | 80 | 3 | 0.5 | 4 | CCRM0400~0405 4,700 CCRFM0400~0405 6,100
41~49 | 26 |50 | 80| 4 |05 6 CCR-041~049 5,500, CCRF041~049 7,300
495~499 | 26 | 50 | 80| 4 | 05| 6 | CCRM0495~0499 5,500 CCRFM0495~0499 7,300
m 5.0 26 | 50 | 80 | 4 |05 6 CCR-050 5,000 CCRF050 6,400
5.00~5.05| 26 | 50 | 80 | 4 | 05| 6 | CCRM0500~0505 5,500 CCRFM0500~0505 7,300
Helical 51~59 | 26 | 65 |100] 5 |05 6 CCR-051~059 6,500, CCRF051~059 8,500
5.95~599 | 26 | 65 |100| 6 | 0.8 | 6 | CCRM0595~0599 6,500 CCRFM0595~0599 8,500
POWERFUL 6.0 26 | 65 [100| 6 |08 6 CCR-060 6,000  CCRF060 7,900
REAMER 6.00~6.05| 26 | 65 |100| 6 | 0.8 | 6 | CCRM0600~0605 6,500| CCRFM0600~0605| 8,500
6.1~69 | 26 | 70 |110| 6 | 08| 6 CCR-061~069 8,700 CCRF061~069 11,400
End Cutting 6.95~6.99 | 26 | 70 |110| 6 | 1.0 | 6 | CCRM0695~0699 8,700 CCRFM0695~0699, 11,400
7.0 26 | 70 |110| 6 | 10 | 6 CCR-070 8,100 CCRF070 10,500
Hard 700~705 | 26 | 70 |110| 6 | 1.0 | 6 | CCRM0700~0705 8,700 CCRFM0700~0705, 11,400
71~79 26 | 8 |125]| 6 | 10| 6 CCR-071~079 10,400, CCRF071~079 13,500
795~799 | 26 | 85 |125| 6 1.0 | 6 | CCRM0795~0799 10,400 CCRFM0795~0799, 13,500
8.0 26 | 8 |125]| 6 | 10| 6 CCR-080 9,500 CCRF080 12,400
8.00~8.05| 26 | 85 |125| 6 | 1.0 | 6 | CCRM0800~0805 10,400 CCRFM0800~0805, 13,500
81~89 | 26 | 90 |135| 8 |10 | 6 CCR-081~089 16,700 CCRF081~089 21,600
8.95~8.99 | 26 | 90 |135| 8 | 1.0 | 6 | CCRM0895~0899 16,700 CCRFM0895~0899, 21,600
9.0 26 | 90 |135] 8 | 1.0 | 6 CCR-090 15,100 CCRF090 19,600
9.00~9.05| 26 | 90 |135| 8 | 1.0 | 6 | CCRM0900~0905 16,700 CCRFM0900~0905| 21,600
91~99 | 31 |[100|150| 8 |10 | 6 CCR-091~099 18,900, CCRF091~099 24,500
9.95~9.99 | 31 | 100|150 | 8 1.0 | 6 | CCRM0995~0999 18,900 CCRFM0995~0999, 24,500
10.0 31 /100 /150 8 | 10 | 6 CCR-100 17,200 CCRF100 22,400
10.00~10.05| 31 |100|150| 8 | 1.0 | 6 | CCRM1000~1005 18,900 CCRFM1000~1005, 24,500
10.1~10.9 | 31 | 105|160 | 10 | 1.0 | 6 CCR-101~109 24,900 CCRF101~109 32,400
10.95~10.99| 31 | 105|160 | 10 | 1.0 | 6 | CCRM1095~1099 24,900 CCRFM1095~1099| 32,400
11.0 31 /105|160 | 10 | 10 | 6 CCR-110 23,700 CCRF110 30,800
11.00~11.05| 31 | 105|160 | 10 | 1.0 | 6 | CCRM1100~1105 24,900 CCRFM1100~1105| 32,400
11.1~119 | 31 |105]160| 10 | 10 | 6 CCR-111~119 25,300 CCRF111~119 33,000
11.95~11.99| 31 | 105|160 | 10 | 1.3 | 6 | CCRM1195~1199 25,300 CCRFM1195~1199 | 33,000
12.0 31 1105 /160| 10 | 1.3 | 6 CCR-120 24,200 CCRF120 31,500
12.00~12.05| 31 | 105|160 | 10 | 1.3 | 6 | CCRM1200~1205 25,300 CCRFM1200~1205| 33,000
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npms | wu |FILAPEAE YHEM
BccR Product code| Material ;'r?g(e Tolgr‘:nce Cgr:‘gité?ois I)FE)D

BEF+vF 25— (AR —hvY) LBCCR ﬁé’ E” ms

Top Solid Carbide Chucking Reamers (Straight Shank) =

O SE LY BAT T AL —h v {1Hk — KUy
Top-solid type with straight shank TIRDIREE  Prepared Hole

o UERKHOWERICKWRIINI A oI HE BER| AR |LFUR| BH

Through | Deep Stop Ellipse

Because neck diameter is smaller than diameter,then suitable for deep hole processing.

—

J o ERY
OO x| X

Dm5

L | XEN)—

% TJ'ff Size %Eﬁﬁ*ﬁ

Product No. Sandertrice Trva—
BCCR-125 | 125 | 36 26 10 | 165 12 13 6 20,400
BCCR-130 | 130 | 36 26 10 | 165 12 13 8 20,400
BCCR-135 | 135 | 36 26 115 | 170 16 13 8 20,900
BCCR-140 | 140 | 36 26 15| 170 16 15 8 20,900
BCCR-145 | 145 | 36 26 120 | 180 16 15 8 22,700
BCCR-150 | 150 | 36 26 120 | 180 16 15 8 22,700
BCCR-155 | 155 | 37 27 125 | 185 16 15 8 23,200
BCCR-160 | 160 | 37 27 125 | 185 16 15 8 23,200
BCCR-165 | 165 | 37 27 125 | 185 16 15 8 25,000
BCCR-170 | 17.0 | 37 27 125 | 185 16 15 8 25,000
BCCR-175 | 175 | 37 27 130 | 195 20 15 8 25,700
BCCR-180 | 180 | 37 27 130 | 195 20 15 8 25,700| | VAT
BCCR-185 | 185 | 37 27 130 | 195 20 15 8 26,800 —————
BCCR-190 | 19.0 | 37 27 130 | 195 20 15 8 26,800 | }77V
BCCR-195 | 195 | 37 27 140 | 205 | 20 15 8 27,600 ————
BCCR-200 | 200 | 37 27 140 | 205 | 20 15 8 27,600 | TvKmH
BCCR-205 | 20.5 | 41 31 150 | 215 20 15 8 29,000
BCCR-210 | 210 | 41 31 150 | 215 20 15 8 29,000 | z@mim
BCCR-215 | 215 | 41 31 150 | 215 20 15 8 29,600
BCCR-220 | 220 | 41 31 150 | 215 20 15 8 29,600
BCCR-225 | 225 | 41 31 160 | 230 25 15 8 31,500
BCCR-230 | 230 | 41 31 160 | 230 25 15 8 31,500
BCCR-235 | 235 | 41 31 160 | 230 | 25 15 8 34,400
BCCR-240 | 240 | 41 31 160 | 230 | 25 15 8 32,300
BCCR-245 | 24.5 | 41 31 160 | 230 | 25 15 8 37,400
BCCR-250 | 250 | 41 31 160 | 230 | 25 15 8 36,900
BCCR-255 | 255 | 41 31 160 | 230 | 25 15 10 40,600
BCCR-260 | 26.0 | 41 31 160 | 230 | 25 15 10 38,900
BCCR-265 | 26.5 | 41 31 160 | 230 | 25 15 10 43,600
BCCR-270 | 27.0 | 41 31 160 | 230 | 25 15 10 42,900
BCCR-275 | 27.5 | 46 36 160 | 240 | 32 15 10 53,700
BCCR-280 | 280 | 46 36 160 | 240 | 32 15 10 51,000
BCCR-285 | 285 | 46 36 160 | 240 | 32 15 10 56,700
BCCR-290 | 20.0 | 46 36 160 | 240 | 32 15 10 54,500
BCCR-295 | 295 | 46 36 160 | 240 | 32 15 10 56,700
BCCR-300 | 30.0 | 46 36 160 | 240 | 32 15 10 56,700
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Endmills

Drills

Countersinks

Reamers

Metal

. TP EAE| I
BCCR1 R e
<~ 5 = QSR B
BT v )~ (E—AAF— I\ %) hsccnr o B8 s
Top Solid Carbide Chucking Reamers (MT Shank) =
O LT BAT T BE—IWAT—/INOv 7t —
Top-solid type with morse taper shank FIRODIRRE  Prepared Hole
® FE LMLV ERIC KRN HTEE BN RN IEEIR 16
Because neck diameter is smaller than diameter,then suitable for deep hole processing. Through | Deep Stop Ellipse
a
— . MT. No
T 30 SHie
Q e X | X
= olle

23

.

21

22

Slitting Saws

|:I|:|I: g Tj-ii Size . . %Em*ﬁ
Product No. V‘V/a uﬁ{{fﬁé Stande;.! price

Cutters ]
BCCRT125 | 12.5 36 26 113 180 MT1 1.3 6 22,500
BCCRT130 | 13.0 36 26 113 180 MT1 1.3 8 22,500
BCCRT135 | 13.5 36 26 113 180 MT1 1.3 8 23,000
BCCRT140 | 14.0 36 26 113 180 MT1 15 8 23,000
BCCRT145 | 14.5 36 26 118 200 MT2 15 8 25,000
BCCRT150 | 15.0 36 26 118 200 MT2 15 8 25,000
BCCRT155 | 15.5 37 27 123 205 MT2 15 8 25,600
BCCRT160 | 16.0 37 27 123 205 MT2 15 8 25,600
BCCRT165 | 16.5 37 27 123 205 MT2 15 8 27,500
m BCCRT170 | 17.0 37 27 123 205 MT2 15 8 27,500
BCCRT175 | 17.5 37 27 128 210 MT2 15 8 28,400
Helical BCCRT180 | 18.0 37 27 128 210 MT2 15 8 28,400
BCCRT185 | 18.5 37 27 128 210 MT2 15 8 29,600
POWERFUL | | BCCRT190 | 19.0 37 27 128 210 MT2 15 8 29,600
REAMER BCCRT195 | 19.5 37 27 138 220 MT2 15 8 30,500
End Cuting BCCRT200 | 20.0 37 27 138 220 MT2 15 8 30,500
BCCRT205 | 20.5 41 31 148 230 MT2 15 8 31,800
Hard BCCRT210 | 21.0 41 31 148 230 MT2 15 8 31,800
BCCRT215 | 21.5 41 31 148 230 MT2 15 8 32,600
BCCRT220 | 22.0 41 31 148 230 MT2 15 8 32,600
BCCRT225 | 225 41 31 158 240 MT2 15 8 34,600
BCCRT230 | 23.0 41 31 158 240 MT2 15 8 34,600
BCCRT235 | 23.5 41 31 149 250 MT3 15 8 37,800
BCCRT240 | 24.0 41 31 149 250 MT3 15 8 35,700
BCCRT245 | 245 41 31 154 255 MT3 15 8 41,200
BCCRT250 | 25.0 41 31 154 255 MT3 15 8 40,700
BCCRT255 | 255 41 31 154 255 MT3 15 10 44,700
BCCRT260 | 26.0 41 31 154 255 MT3 15 10 42,800
BCCRT265 | 26.5 41 31 154 255 MT3 15 10 47,900
BCCRT270 | 27.0 41 31 154 255 MT3 15 10 47,200
BCCRT275 | 275 46 36 159 260 MT3 15 10 59,100
BCCRT280 | 28.0 46 36 159 260 MT3 15 10 56,200
BCCRT285 | 285 46 36 159 260 MT3 15 10 62,300
BCCRT290 | 29.0 46 36 159 260 MT3 15 10 60,000
BCCRT295 | 29.5 46 36 159 260 MT3 15 10 62,300
BCCRT300 | 30.0 46 36 159 260 MT3 15 10 62,300
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[ mems | FULA|DEDE| OHEE)
c H R s CHRSM Product code Angle | Tolorance | Conditions
. CHRS g m5
BEES 3—MAUHLY—T 30 [
Solid Carbide Short Helical Reamers \ CHRSM 0 4
0 BEAU NIV —< (CHR/CHRM) O a—h&14~7 TIRDIKEE  Prepared Hole
Short type of Solid Carbide Helical Reamers(CHR/CHRM). E@| EN (EYR| 50
Through Deep Stop Ellipse
| U | O
O X | X | X
£ <30° ~— 30
90° % [ [¢dh6 P - I ttbdhe

21

TYPE A ¢$2.95~¢3.9

Mt a2—RSIP7TISR

0.01mm steps

m &

Product No.

[

FRAETA%
Standard price
¥ Type

i

d

CHRSMO0295~0299 | 2.95~2.99 4 . 4

CHRS-030 3.0 22 60 4 0.5 4 3,300
CHRSMO0300~0305 | 3.00~3.05 22 60 4 0.5 4 3,700, A
CHRS-031~035 3.1~3.5 22 60 4 0.5 4 3,900
CHRS-036~039 3.6~3.9 22 60 4 0.5 4 3,900
CHRSMO0395~0399 | 3.95~3.99 22 60 4 0.5 4 3,900
CHRS-040 4.0 22 60 4 0.5 4 3,600
CHRSM0400~0405 | 4.00~4.05 22 60 4 0.5 4 3,900
CHRS-041~045 4.1~4.5 25 70 4.5 0.5 4 4,700
CHRS-046~049 4.6~4.9 25 70 5 0.5 4 4,700
CHRSMO0495~0499 | 4.95~4.99 25 70 5 0.5 4 4,700
CHRS-050 5.0 25 70 5 0.5 4 4,200
CHRSMO0500~0505 | 5.00~5.05 25 70 5 0.5 4 4,700
CHRS-051~055 5.1~5.5 30 80 5.5 0.5 4 5,500
CHRS-056~059 5.6~5.9 30 80 6 0.5 4 5,500
CHRSMO0595~0599 | 5.95~5.99 30 80 6 0.8 4 5,500
CHRS-060 6.0 30 80 6 0.8 4 5,000
CHRSMO0600~0605 | 6.00~6.05 30 80 6 0.8 4 5,500
CHRS-061~069 6.1~6.9 30 80 7 0.8 4 7,500
CHRSMO0695~0699 | 6.95~6.99 30 80 7 1.0 4 7,500
CHRS-070 7.0 30 80 7 1.0 4 6,800
CHRSMO0700~0705 | 7.00~705 30 80 7 1.0 4 7,500
CHRS-071~079 71~79 30 80 8 1.0 4 8,700
CHRSMO0795~0799 | 795~7.99 30 80 8 1.0 4 8,700 B
CHRS-080 8.0 30 80 8 1.0 4 8,000
CHRSMO0800~0805 | 8.00~8.05 30 80 8 1.0 4 8,700
CHRS-081~089 8.1~8.9 35 90 9 1.0 4 12,400
CHRSMO0895~0899 | 8.95~8.99 35 90 9 1.0 4 12,400
CHRS-090 9.0 35 90 9 1.0 4 11,200
CHRSM0900~0905 | 9.00~9.05 35 90 9 1.0 4 12,400
CHRS-091~099 9.1~9.9 35 90 10 1.0 4 14,100
CHRSM0995~0999 | 9.95~9.99 35 90 10 1.0 4 14,100
CHRS-100 10.0 35 90 10 1.0 4 12,800
CHRSM1000~1005 |10.00~10.05 35 90 10 1.0 4 14,100
CHRS-101~109 10.1~10.9 35 90 11 1.0 4 17,000
CHRSM1095~1099 |10.95~10.99 35 90 11 1.0 4 17,000
CHRS-110 11.0 35 90 11 1.0 4 15,300
CHRSM1100~1105 | 11.00~11.05 35 90 1 1.0 4 17,000
CHRS-111~119 11.1~11.9 35 90 12 1.0 4 18,300
CHRSM1195~1199 | 11.95~11.99 35 90 12 1.3 4 18,300
CHRS-120 12.0 35 90 12 1.3 4 16,700
CHRSM1200~1205 |12.00~12.05 35 90 12 1.3 4 18,300

D)2

[0

X2 )—

hya—

AbL=h7]
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(mome |FILA|NEAE | DHIEHA)

Endmills CH R curm oo | b | 9| e

CHR o mb5
BEAUAI)— f;o/
Carbide Helical Reamers CHRM - +8'005
. \ .
Drills
d 2

8J TINDIREE  Prepared Hole

al i \ BE@N| RN | EF)R| B

CUlImEI’SiﬂkS S Through Deep Stop Ellipse
o 1 U | O

L
Reamers oY yRELT Q O XX
Solid type

o JFEXVHOERICKWRRIMIA eI 58
Because neck diameter is smaller than diameter,then suitable for deep hole
processing.

O EXJULARICE VIR DB BN (F—iBLE) IMTICKRBEDREMR!
According to Left helix, processing the processing of the hole with notch(ex.with key
way) is preeminent

Metal
Slitting Saws

0.1mm steps @ 0.01mm steps

Cutters .
|:I|:|':| % _,l-/f Size
Product No. d
CHRM0295~0299 | 2.95~2.99 26 50 80 3 0.5 4 4,100
CHR-030 3.0 26 50 80 3 0.5 4 3,900
CHRMO0300~0305 | 3.00~3.05 26 50 80 3 0.5 4 4,100
CHR-031~039 3.1~3.9 26 50 80 3 0.5 4 4,700
CHRM0395~0399 | 3.95~3.99 26 50 80 3 0.5 4 4,700
CHR-040 4.0 26 50 80 3 0.5 4 4,200
CHRMO0400~0405 | 4.00~4.05 26 50 80 3 0.5 4 4,700
CHR-041~049 4.1~4.9 26 50 80 4 0.5 4 5,500
Straight CHRMO0495~0499 | 4.95~4.99 26 50 80 4 0.5 4 5,500
CHR-050 5.0 26 50 80 4 0.5 4 5,000
m CHRMO0500~0505 | 5.00~5.05 26 50 80 4 0.5 4 5,500
CHR-051~059 5.1~5.9 26 65 100 5 0.5 4 6,500
POWERFUL CHRMO0595~0599 | 5.95~5.99 26 65 100 6 0.8 4 6,500
REAMER CHR-060 6.0 26 65 100 6 0.8 4 6,000
CHRMO0600~0605 | 6.00~6.05 26 65 100 6 0.8 4 6,500
End Cutting CHR-061~069 6.1~6.9 26 70 110 6 0.8 4 8,700
CHRMO0695~0699 | 6.95~6.99 26 70 110 6 1.0 4 8,700
Hard CHR-070 7.0 26 70 110 6 1.0 4 8,100
CHRMO0700~0705 | 7.00~7.05 26 70 110 6 1.0 4 8,700
CHR-071~079 71~79 26 85 125 6 1.0 4 10,400
CHRMO0795~0799 | 7.95~7.99 26 85 125 6 1.0 4 10,400
CHR-080 8.0 26 85 125 6 1.0 4 9,500
CHRMO0800~0805 | 8.00~8.05 26 85 125 6 1.0 4 10,400
CHR-081~089 8.1~8.9 26 90 135 8 1.0 4 16,700
CHRMO0895~0899 | 8.95~8.99 26 90 135 8 1.0 4 16,700
CHR-090 9.0 26 90 135 8 1.0 4 15,100
CHRMO0900~0905 | 9.00~9.05 26 90 135 8 1.0 4 16,700
CHR-091~099 9.1~9.9 31 100 150 8 1.0 4 18,900
CHRMO0995~0999 | 9.95~9.99 31 100 150 8 1.0 4 18,900
CHR-100 10.0 31 100 150 8 1.0 4 17,200
CHRM1000~1005 | 10.00~10.05 31 100 150 8 1.0 4 18,900
CHR-101~109 10.1~10.9 31 105 160 10 1.0 4 24,900
CHRM1095~1099 | 10.95~10.99 31 105 160 10 1.0 4 24,900
CHR-110 11.0 31 105 160 10 1.0 4 23,700
CHRM1100~1105 | 11.00~11.05 31 105 160 10 1.0 4 24,900
CHR-111~119 11.1~11.9 31 105 160 10 1.0 4 25,300
CHRM1195~1199 | 11.95~11.99 31 105 160 10 1.3 4 25,300
CHR-120 12.0 31 105 160 10 1.3 4 24,200
CHRM1200~1205 | 12.00~12.05 31 105 160 10 1.3 4 25,300
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BCHR

BREANUHIN) =< (APL—b2v2 )
Top Solid Carbide Helical Reamers(Straight Shank)

¢)th

¢Dm5

o 23

21 22

O LR T T AN — v J11#%
Top-solid type with straight shank

o ELHOVERICKYRNINI A FIEE

Because neck diameter is smaller than diameter,then suitable for deep hole processing.

0 EXVLARICKWIIR DH BN (F—BHE) IMTICHRBDRTE !

RS | ME

Product code| Material

UL [RNRAZ EIE)

Helix
Angle

Dia. Cutting
Tolerance| Conditions

:
E

CHR KLY

TOP
SOLID

30,
o

- B
-’

TARDIKE

Prepared Hole

[=BEVN
Through

HN
Deep

EE)R| B[
Stop Ellipse

U | o

O

O

X | X

According to Left helix, processing the processing of the hole with notch(ex.with key way) is preeminent

m &

Product No.

T.ﬁf Size

RAEfMAE

Standard price

BCHR-125 12.5 36 26 110 165 12 1.3 4 20,400
BCHR-130 13.0 36 26 110 165 12 1.3 4 20,400
BCHR-135 13.5 36 26 115 170 16 1.3 4 20,900
BCHR-140 14.0 36 26 115 170 16 1.5 4 20,900
BCHR-145 14.5 36 26 120 180 16 1.5 4 22,700
BCHR-150 15.0 36 26 120 180 16 1.5 4 22,700
BCHR-155 15.5 37 27 125 185 16 1.5 4 23,200
BCHR-160 16.0 37 27 125 185 16 1.5 4 23,200
BCHR-165 16.5 37 27 125 185 16 1.5 6 25,000
BCHR-170 17.0 37 27 125 185 16 1.5 6 25,000
BCHR-175 17.5 37 27 130 195 20 1.5 6 25,700
BCHR-180 18.0 37 27 130 195 20 1.5 6 25,700
BCHR-185 18.5 37 27 130 195 20 1.5 6 26,800
BCHR-190 19.0 37 27 130 195 20 1.5 6 26,800
BCHR-195 19.5 37 27 140 205 20 1.5 6 27,600
BCHR-200 20.0 37 27 140 205 20 1.5 6 27,600
BCHR-205 20.5 41 31 150 215 20 1.5 6 29,000
BCHR-210 21.0 41 31 150 215 20 1.5 6 29,000
BCHR-215 21.5 41 31 150 215 20 1.5 6 29,600
BCHR-220 22.0 41 31 150 215 20 1.5 6 29,600
BCHR-225 22.5 41 31 160 230 25 1.5 6 31,500
BCHR-230 23.0 41 31 160 230 25 1.5 6 31,500
BCHR-235 23.5 41 31 160 230 25 1.5 6 34,400
BCHR-240 24.0 41 31 160 230 25 1.5 6 32,300
BCHR-245 24.5 41 31 160 230 25 1.5 6 37,400
BCHR-250 25.0 41 31 160 230 25 1.5 6 36,900
BCHR-255 25.5 41 31 160 230 25 1.5 6 40,600
BCHR-260 26.0 41 31 160 230 25 1.5 6 38,900
BCHR-265 26.5 41 31 160 230 25 1.5 6 43,600
BCHR-270 27.0 41 31 160 230 25 1.5 6 42,900
BCHR-275 275 46 36 160 240 32 1.5 8 53,700
BCHR-280 28.0 46 36 160 240 32 1.5 8 51,000
BCHR-285 28.5 46 36 160 240 32 1.5 8 56,700
BCHR-290 29.0 46 36 160 240 32 1.5 8 54,500
BCHR-295 29.5 46 36 160 240 32 1.5 8 56,700
BCHR-300 30.0 46 36 160 240 32 1.5 8 56,700
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[ wams |FULA|DEAE| REWE | GHIEE)
Endmills CPRS CPRSM CPRSF CPRSFM Productcode | gl | Toiorance | Trestment | Conditions
Drills Solid Carbide Short Powerful Reamers o iE7]. {iJ:}JZEQ{:I:J:L‘J‘ CPRSM :9,5/L 0
Rough blade and finish blade two steps. CPRSF m5 HH
cPRSFM 0005 Jel) )
Countersinks
TINDIREE  Prepared Hole
BN FN] | LER| EH
¢d® Through | Deep Stop Ellipse
Reamers | | U S
Metal O X X O
Slitting Saws
2.95~2.99 | 22 60 3 4 3 | CPRSM0295~0299 4,400 | CPRSFM0295~0299 5,400
3.0 22 60 3 4 3 CPRS-030 3,900 CPRSF030 4,700
3.00~3.05| 22 60 3 4 3 | CPRSM0300~0305 4,400 | CPRSFM0300~0305 5,400
3.1~35 22 60 | 3.5 5 3 CPRS-031~035 4,700 CPRSF031~035 5,700
3.6~3.9 22 60 4 5 3 CPRS-036~039 4,700 CPRSF036~039 5,700
3.95~3.99 | 22 60 4 5 3 | CPRSM0395~0399 4,700 | CPRSFM0395~0399 5,700
Straight 4.0 22 | 60 4 5 & CPRS-040 4,300 CPRSF040 5,300
4.00~4.05| 22 60 4 5 3 | CPRSM0400~0405 4,700 CPRSFM0400~0405 5,700
Helical 41~45 | 25 | 70 | 45| 5 | 3 CPRS-041~045 5,800 CPRSF041~045 6,900
4.6~4.9 25 | 70 5 5 3 CPRS-046~049 5,800 CPRSF046~049 6,900
4,95~4.99 | 25 70 5 5 3 | CPRSM0495~0499 5,800 CPRSFM0495~0499 6,900
5.0 25 70 5 5 3} CPRS-050 5,100 CPRSF050 6,100
End Cutting | | 5 00~5.05| 25 | 70 | 5 | 5 | 3 | CPRSM0500~0505 | 5,800 CPRSFM0500~0505 6,900
51~55 30 80 | 55 | 55 4 CPRS-051~055 6,600 CPRSF051~055 8,100
Hard 56~5.9 | 30 | 80 | 6 | 55| 4 | CPRS-056~059 6,600 CPRSF056~059 8,100
5.95~5.99 | 30 80 6 55 4 | CPRSM0595~0599 6,600 | CPRSFM0595~0599 8,100
6.0 30 80 6 5.8 4 CPRS-060 6,000 CPRSF060 7,300
6.00~6.05| 30 80 6 55 4 | CPRSM0600~0605 6,600| CPRSFM0600~0605 8,100
6.1~6.9 30 80 7 6 4 CPRS-061~069 8,300 CPRSF061~069 10,100
6.95~6.99 | 30 80 7 6 4 | CPRSM0695~0699 8,300 CPRSFM0695~0699 10,100
7.0 30 | 80 7 6 4 CPRS-070 7,500 CPRSF070 9,000
7.00~705 | 30 80 7 6 4 | CPRSM0700~0705 8,300 CPRSFM0700~0705 10,100
71~7.9 30 80 8 6.5 4 CPRS-071~079 9,700 CPRSF071~079 11,600
795~7.99 | 30 80 8 6.5 4 | CPRSM0795~0799 9,700 | CPRSFM0795~0799 11,600
8.0 30 80 8 6.5 4 CPRS-080 8,700 CPRSF080 10,500
8.00~8.05| 30 80 8 6.5 4 | CPRSM0800~0805 9,700 | CPRSFM0800~0805 11,600
8.1~8.9 35 90 9 7 4 CPRS-081~089 13,600 CPRSF081~089 16,400
8.95~8.99 | 35 90 9 7 4 | CPRSM0895~0899 13,600 CPRSFM0895~0899 16,400
9.0 35 90 9 7 4 CPRS-090 12,400 CPRSF090 14,900
9.00~9.05| 35 90 9 7 4 | CPRSM0900~0905 13,600 CPRSFM0900~0905 16,400
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INT 7V -7 Df5R

The character of CPR/CPRS

ONTYXDHDZ TR TH RELANKEE - RNE
HEEZEHLEY
In case of varying pre-hole diameter, it can make the
stable hole diameter and hole surface.

® (ERDEBIE) —< LB T 25 LI L DER) X
THEREENINIHA 8
Than a conventional carbide reamer, it can process the
high precision reaming for the double removal amount
hole.

INTZ7IV)—<DIIHI
The reaming process of CPR/CPRS

D)2
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5 —ER B 85— BB
First Step Second Step Third Step
O A T/INTYXD ot AL . BELS ot FINEME (a)p
H3TREMME LT &L £ T BUSBECRELTET A& —
et it eon prosess the el et reoeina oy cocenciany (length = a) pass through the e,
semi-finish reaming by first teeth. teeth. it can finish the reaming process.
/>3—b Non-Coat OK-HRaO—b ok-HR coat By a—
® & | R & & Sl
Product No. Product No.
91~99 | 35 | 90 | 10 | 75 | 4 | CPRS-091~099 15,600 CPRSF091~099 18,700
9.95~9.99| 35 | 90 | 10 | 75 | 4 | CPRSM0995~0999 | 15,600  CPRSFM0995~0999 | 18,700
10.0 35 | 90 | 10 | 75 | 4 CPRS-100 14,100 CPRSF100 17,000
10.00~10.05| 35 | 90 | 10 | 75 | 4 | CPRSM1000~1005 | 15,600| CPRSFM1000~1005 | 18,700
10.1~109| 35 | 90 | 1 | 8 | 4 | CPRS-101~109 18,700 CPRSF101~109 22,500
10.95~10.99| 35 | 90 | 11 | 8 | 4 | CPRSM1095~1099 | 18,700| CPRSFM1095~1099 | 22,500
11.0 35 | 9 | 11| 8 | 4 CPRS-110 17,000 CPRSF110 20,400 | ;. .o
11.00~11.05/ 35 | 90 | 11 | 8 | 4 | CPRSM1100~1105 | 18,700 CPRSFM1100~1105 | 22,500
11~119 | 35 | 90 | 12 | 8 | 4 CPRS-111~119 20,200 CPRSF111~119 24,200| | AymLE
11.95~11.99| 35 | 90 | 12 | 8 | 4 | CPRSM1195~1199 | 20,200  CPRSFM1195~1199 | 24,200
12.0 35 | 90 | 12 | 8 | 4 CPRS-120 18,300 CPRSF120 22,000
12.00~12.05) 35 | 90 | 12 | 8 | 4 | CPRSM1200~1205 | 20,200| CPRSFM1200~1205 | 24,200
12,5 45 | 100 | 12 | 8 | 4 CPRS-125 22,700 CPRSF125 27,300 | IvK3f
13.0 45 100 | 12 | 8 | 4 CPRS-130 22,700 CPRSF130 27,300
13.5 45 100 | 12 | 8 | 4 CPRS-135 24,000 CPRSF135 28,800 | TR
14.0 45 | 100 | 12 | 8 | 4 CPRS-140 24,000 CPRSF140 28,800
14.5 45 100 | 16 | 9 | 4 CPRS-145 26,600 CPRSF145 32,000
15.0 45 100 | 16 | 9 | 4 CPRS-150 26,600 CPRSF150 32,000
15.5 45 | 100 | 16 | 9 | 4 CPRS-155 25,300 CPRSF155 30,400
16.0 45 100 | 16 | 9 | 4 CPRS-160 25,300 CPRSF160 30,400
16.5 45 105 | 16 | 9 | 6 CPRS-165 41,700 CPRSF165 50,000
170 45 105 | 16 | 9 | 6 CPRS-170 41,700 CPRSF170 50,000
175 45 105 | 16 | 9 | 6 CPRS-175 41,700 CPRSF175 50,000
18.0 45 105 | 16 | 9 | 6 CPRS-180 41,700 CPRSF180 50,000
18,5 45 105 | 20 | 9 | 6 CPRS-185 44,400 CPRSF185 53,400
19.0 45 105 | 20 | 9 | 6 CPRS-190 44,400 CPRSF190 53,400
19.5 45 105 | 20 | 9 | 6 CPRS-195 44,400 CPRSF195 53,400
20.0 45 105 | 20 | 9 | 6 CPRS-200 43,100 CPRSF200 51,800
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(" mems FULM | NEAE | FEAR tJJC‘ﬁI{t;.E@
Endmills c P CPRM CPRF CPRFM Product code Angle | Tolorance | Troatment | Conditions
BENTTNY—< e - 14 CPR ms
Solid Carbide Powerful Reamers The coating items is standardized. CPRM . +8.005
Drills o185, f EX2/fE i 35~
Rough blade and finish blade two steps. CPRF L m5
CPRFM +0.005 "'ﬁ!:IdR
\ 0 y
45°
Countersinks a%%
TNIVDIREE  Prepared Hole
DT% T @R BR[| LEIR] 160
eﬁ% ] 3 Through | Deep | Stop | Ellipse
Reamers 2 ‘ U O
22 |
L OO x O
 Metal ‘
s
/>3—D Non-Coat OK-HR3—NB ok-HR Coat
Cutters AR e R (%
d Broduct No. Standard price Broduct No. Standard price
2.95~299 | 20 | 35 | 60 3 4 3 | CPRM0295~0299 8,500 CPRFM0295~0299|, 11,000
3.0 20 | 35 | 60 8 4 3 CPR-030 7,700 CPRF030 10,100
3.00~3.05| 20 | 35 | 60 3 4 3 | CPRM0300~0305 8,500 CPRFM0300~0305| 11,000
3.1~3.9 20 | 35 | 60 4 5 3 CPR-031~039 9,500 CPRF031~039 12,400
3.95~399 | 20 | 35 | 60 4 5 3 | CPRM0395~0399 9,500 CPRFM0395~0399| 12,400
4.0 20 | 35 | 60 4 5 3 CPR-040 8,500 CPRF040 11,000
4.00~4.05| 20 | 35 | 60 4 5 3 | CPRM0400~0405 9,500 CPRFM0400~0405| 12,400
41~49 26 | 45 | 75 5 5 3 CPR-041~049 10,800, CPRF041~049 14,100
495~499 | 26 | 45 | 75 5 5 3 |CPRM0495~0499| 10,800 CPRFM0495~0499| 14,100
Straight 5.0 26 |45 |75 | 5 | 5 | 3 CPR-050 9,800/  CPRF050 12,800
5.00~5.05| 26 | 45 | 75 5 5 3 |CPRM0500~0505| 10,800 CPRFM0500~0505| 14,100
. 51~59 26 | 65 |100| 6 |55 | 4 CPR-051~059 10,800, CPRF051~059 14,100
Helical | 5 05 599 26 | 65 | 100 | 6 | 55| 4 |CPRM0595~0599| 10,800 CPRFM0595~0599] 14,100
6.0 26 | 65 |100| 6 |55 | 4 CPR-060 9,800 CPRF060 12,800
T El | 6.00~6.05| 26 | 65 |100| 6 |55 | 4 |CPRM0600~0605 10,800 CPRFM0600~0605 14,100
6.1~6.9 26 | 70 | 110 | 8 6 4 CPR-061~069 11,300, CPRF061~069 14,800
End Cutting 6.95~6.99| 26 | 70 | 110 | 8 6 4 | CPRM0695~0699| 11,300 CPRFM0695~0699, 14,800
7.0 26 | 70 | 110 | 8 6 4 CPR-070 10,300 CPRF070 13,400
Hard 7.00~705 | 26 | 70 | 110 | 8 6 4 | CPRM0700~0705| 11,300 CPRFM0700~0705| 14,800
71~79 26 | 8 |125| 8 | 65| 4 CPR-071~079 12,500, CPRF071~079 16,200
795~799 | 26 | 85 | 125| 8 | 6.5 | 4 |CPRM0795~0799| 12,500 CPRFM0795~0799| 16,200
8.0 26 | 85 |125| 8 |65 | 4 CPR-080 11,300 CPRF080 14,800
8.00~8.05| 26 | 85 |125| 8 | 6.5 | 4 |CPRM0800~0805| 12,500 CPRFM0800~0805| 16,200
8.1~8.9 26 | 90 | 135 | 10 7 4 CPR-081~089 18,300, CPRF081~089 23,900
8.95~8.99 | 26 | 90 | 135 | 10 7 4 |CPRM0895~0899| 18,300 CPRFM0895~0899, 23,900
9.0 26 | 90 | 135 | 10 7 4 CPR-090 16,700 CPRF090 21,600
9.00~9.05| 26 | 90 | 135 | 10 7 4 | CPRM0900~0905| 18,300 CPRFM0900~0905, 23,900
9.1~9.9 31 100|150 | 10 | 75 4 CPR-091~099 20,800, CPRF091~099 27,100
9.95~999 | 31 | 100|150 | 10 | 75 4 | CPRM0995~0999| 20,800 CPRFM0995~0999, 27,100
10.0 31 | 100 (150 | 10 | 75 4 CPR-100 19,000 CPRF100 24,600
10.00~10.05| 31 | 100 | 150 | 10 | 75 4 | CPRM1000~1005| 20,800 CPRFM1000~1005| 27,100
10.1~10.9 | 31 | 105|160 | 12 8 4 CPR-101~109 26,600, CPRF101~109 34,500
10.95~10.99| 31 | 105 | 160 | 12 8 4 | CPRM1095~1099 | 26,600 CPRFM1095~1099| 34,500
11.0 31 | 105 | 160 | 12 8 4 CPR-110 24,100 CPRF110 31,400
11.00~11.05| 31 | 105 | 160 | 12 8 4 | CPRM1100~1105 26,600 CPRFM1100~1105 34,500
11.1~11.9 | 31 | 105|160 | 12 8 4 CPR-111~119 28,100 CPRF111~119 36,500
11.95~11.99| 31 | 105 | 160 | 12 8 4 | CPRM1195~1199 28,100 CPRFM1195~1199 36,500
12.0 31 | 105 | 160 | 12 8 4 CPR-120 25,500 CPRF120 33,200
12.00~12.05| 31 | 105|160 | 12 8 4 | CPRM1200~1205 28,100 CPRFM1200~1205| 36,500
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BN T —< o LIEAT k BCPR | K | g | mS )

Top Solid Carbide Powerful Reamers .Igp;‘}'j'i‘;ez it L1y

Rough blade and finish blade two steps. TUROIREE  Prepared Hole
45° B@N AN | LE)R| BH
a ? Through | Deep Stop Ellipse
= OO0 x 0

0.1mm steps

st 3 size />3—NB Non-Coat

NE | BEE  BTE o & A (i

Standard price
Product No.

#12.1~12.9 36 26 110 165 12 8 4 BCPR-121~129 22,500
13.0 36 26 110 165 12 8 4 BCPR-130 22,500
#13.1~13.9 36 26 115 170 16 8 4 BCPR-131~139 23,000
14.0 36 26 115 170 16 8 4 BCPR-140 23,000
*14.1~14.9 36 26 120 180 16 9 4 BCPR-141~149 25,000
15.0 36 26 120 180 16 9 4 BCPR-150 25,000
#15.1~15.9 37 27 125 185 16 9 4 BCPR-151~159 25,600
16.0 37 27 125 185 16 9 4 BCPR-160 25,600
#16.1~16.9 37 27 125 185 16 9 6 BCPR-161~169 27,500
17.0 37 27 125 185 16 9 6 BCPR-170 27,500
*171~17.9 37 27 130 195 20 9 6 BCPR-171~179 28,400
18.0 37 27 130 195 20 ) 6 BCPR-180 28,400
#18.1~18.9 37 27 130 195 20 9 6 BCPR-181~189 29,600
19.0 37 27 130 195 20 9 6 BCPR-190 29,600
#19.1~19.9 37 27 140 | 205 20 9 6 BCPR-191~199 30,500
20.0 37 27 140 | 205 20 9 6 BCPR-200 31,800
#20.1~20.9 41 31 150 | 215 20 9 6 BCPR-201~209 33,400
21.0 41 31 150 | 215 20 9 6 BCPR-210 33,400
#21.1~219 41 31 150 | 215 20 9 6 BCPR-211~219 34,000
22.0 41 31 150 | 215 20 9 6 BCPR-220 34,000
*22.1~22.9 41 31 160 | 230 25 9 6 BCPR-221~229 36,200
23.0 41 31 160 | 230 25 9 6 BCPR-230 36,200
#23.1~23.9 41 31 160 | 230 25 9 6 BCPR-231~239 39,600
24.0 41 31 160 | 230 25 9 6 BCPR-240 37,100
*24.1~24.9 41 31 160 | 230 25 9 6 BCPR-241~249 43,100
25.0 41 31 160 | 230 25 9 6 BCPR-250 42,400
*25.1~25.9 41 31 160 | 230 25 9 6 BCPR-251~259 48,600
26.0 41 31 160 | 230 25 9 6 BCPR-260 46,700
#26.1~26.9 41 31 160 | 230 25 9 6 BCPR-261~269 52,200
27.0 41 31 160 | 230 25 9 6 BCPR-270 51,600
*271~27.9 46 36 160 | 240 32 9 8 BCPR-271~279 64,500
28.0 46 36 160 | 240 32 9 8 BCPR-280 61,400
*28.1~28.9 46 36 160 | 240 32 9 8 BCPR-281~289 68,000
29.0 46 36 160 | 240 32 9 8 BCPR-290 65,400
#29.1~29.9 46 36 160 | 240 32 9 8 BCPR-291~299 68,000
30.0 46 36 160 | 240 32 ) 8 BCPR-300 68,000

0N SHERZEEEELYET, (05 TEBEBERTT,)

The 0.1 step sizes are made-to-order. (The 0.5 step sizes are stocks.)
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( meme ZILE | DRAE | REAE | SIS
Endmills c E R s CERSM CERSF CERSFM Product code Angte | Tolorance | Treatment | Conditions
BRI RIS a—M—7 CERS mo
Solid Carbide End Cutting Short Reamers . CERSM | pvs +0e
Drills 0 I—F IR GEEL Processing example CERSF A e
The coating items is standardized. CERS UK-HH
oL IFFVA CERSFM +0.005 |\
For blind holes —[j \ 0 .
Countersinks
Py TIRMDIKEE  Prepared Hole
BN RN | EEIR| 60
a Through | Deep Stop Ellipse
Reamers N /‘\45 7 sl
o[ — = ] &
P 4l s O|x |00
Metal 21
Slitting Saws 22
L
Cutters
/23— Non-Coat OK-HR3—B ok-HR coat
':II:'IJ § Sﬁfﬂﬁe E'IJ % Sﬁfﬂﬁe
L Product No. Product No.
1.0 3 10 | 45 4 |01 4 CERS-010 5,500 CERSF010 6,600
11 ~15 3 10 | 45 4 |01 4 CERS-011 ~ 015 6,000 CERSF011~ 015 7,100
16~ 19 4 12 | 45 4 1013| 4 CERS-016 ~ 019 6,000 CERSF016~019 7,100
2.0 6 | 15 | 45 | 4 |0.15] 4 CERS-020 5,100 CERSF020 6,100
21~29 6 15 | 45 4 |10.15] 4 CERS-021 ~ 029 6,100 CERSF021 ~ 029 7,400
Straight 3.0 6 |15 45| 4 |02 4 CERS-030 4,600  CERSF030 5,500
3.1 ~3.9 6 15 | 45 4 102 4 CERS-031 ~ 039 5,500 CERSF031~ 039 6,600
Helical 4.0 8 |15 45| 6 |02 4 CERS-040 4,700 CERSF040 5,700
41 ~49 8 15 | 45 6 |02 4 CERS-041 ~ 049 5,800 CERSF041~ 049 6,900
POWERFUL 5.0 10 | 20 | 50 | 6 |0.25| 4 CERS-050 4,900 CERSF050 5,900
REAMER 51~59 | 10 | 20 | 50 | 6 |0.25| 4 | CERS-051~ 059 5,900 CERSF051 ~ 059 7,000
6.0 12 | 25 | 60 8 [0.25| 4 CERS-060 5,800 CERSF060 6,900
6.1 ~6.9 12 | 25 | 60 8 |0.25| 4 CERS-061 ~ 069 6,900 CERSF061~ 069 8,300
7.0 12 | 25 | 60 8 |0.25| 4 CERS-070 6,400 CERSF070 7,700
Hard 71~79 | 12| 25 | 60 | 8 |0.25] 4 | CERS-071~079 7,700 CERSFO071 ~ 079 9,300
8.0 16 | 30 | 70 | 10 [0.25| 4 CERS-080 9,000 CERSF080 10,800
81~89 |16 | 30 | 70 | 10 [0.25| 4 CERS-081 ~ 089 10,800 CERSF081~ 089 13,000
9.0 16 | 30 | 70 | 10 | 0.3 | 4 CERS-090 9,900 CERSF090 11,900
91~99 |16 | 30 | 70 | 10 |03 | 4 CERS-091 ~ 099 12,000 CERSF091 ~ 099 14,500
10.0 20 | 35 | 75 | 12 | 0.3 | 4 CERS-100 12,400 CERSF100 14,900
10.1~109, 20 | 35 | 75| 12 |03 | 4 CERS-101 ~ 109 14,900 CERSF101 ~ 109 17,900
11.0 20 | 35 | 75 | 12 |03 | 4 CERS-110 13,100 CERSF110 15,800
111~119| 20 | 35 | 75 | 12 | 0.3 | 4 CERS-111 ~ 119 15,800 CERSF111~ 119 19,100
12.0 25 | 35 | 75 | 12 | 03| 4 CERS-120 14,100 CERSF120 17,000
12.5-13.0 | 30 - 90 | 12 |03 | 4 CERS-125+ 130 22,700 CERSF125-130 27,300
13.5-14.0 | 30 - 90 | 12 | 0.3 | 4 CERS-135 - 140 24,000 CERSF135-140 28,800
145-150| 30 | 40 | 90 | 16 | 0.3 | 4 CERS-145 - 150 26,600 CERSF145-150 32,000
155-16.0| 30 | 40 | 90 | 16 | 0.3 | 4 CERS-155 - 160 25,300 CERSF155- 160 30,400
16.5-170 | 35 - 100 16 |04 | 6 CERS-165 + 170 41,700 CERSF165-170 50,000
175-18.0 | 35 - 100 16 | 04 | 6 CERS-175+ 180 41,700 CERSF175-180 50,000
185-19.0| 35 | 50 ([105| 20 |04 | 6 CERS-185+190 44,400 CERSF185-190 53,400
19.5 35 | 50 [105| 20 |04 | 6 CERS-195 44,400 CERSF195 53,400
20.0 35 | 50 [105| 20 [ 04 | 6 CERS-200 43,100 CERSF200 51,800
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The convenient usage of the end cutting short reamer (CERS)

|T‘|

SEL2T77vh
Bottom surface is
Completely Flat

CERSI. KX & 2—HvbLTWD A,
TAROEEMIAFRETT,

CERS can milling the bottom of the pre-hole
because it is the center-cut shape of the End Teeth.

HEFEADRINT

For Bevel

ARENORE LT

For Cylindrical For Cone

IRFIDRNE The effect of the End cutting teeth
o UM SULAEISEVWLIERRELE T RELA)—~INIH EIRE
Even when cutting on only from one side teeth, it can ream the hole stably.

e TRAMN S TWVWBIHETH BEEAN %%

Even when the pre-hole is bent, it can correct the pre-hole staraightly.

AEEANDORE LT

< [Okazaki

TROFBIE

For Correct the pre-hole

T OIE size /23— Non-Coat OK-HRO—h ok-HR coat

V& BTR £& i /iR IK ® & Jpiig ® & Kditriiad
L d| a Product No. Product No.

0.95~100~109 | 3 | 10 | 45 | 4 | 0.1 | 4 | CERSM0095~0109 6,100| CERSFM0095~0109 7,300
1.10~150 3 |10 |45 4 |0.1| 4 | CERSM0110~0150 6,400 CERSFM0110~0150 7,700
151~1.90 4 |12 | 45| 4 |0.13| 4 | CERSM0151~0190 6,400 CERSFM0151~0190 7,700
191~2.00~209 | 6 | 15 | 45 | 4 |0.15| 4 | CERSM0191~0209 5,700 | CERSFM0191~0209 6,800
2.10~2.90 6 | 15 | 45 | 4 |0.15| 4 | CERSM0210~0290 6,100| CERSFM0210~0290 7,400
2.91~3.00~309 | 6 | 15| 45| 4 | 02| 4 | CERSM0291~0309 5,100| CERSFM0291~0309 6,100
3.10~3.90 6 | 15|45 | 4 | 0.2 | 4 | CERSM0310~0390 5,500| CERSFM0310~0390 6,600
391~4.00~409 | 8 | 15| 45 | 6 | 02| 4 | CERSM0391~0409 5,200 | CERSFM0391~0409 6,200
4.10~4.90 8 |15 |45 | 6 | 0.2 | 4 | CERSM0410~0490 5,800| CERSFM0410~0490 6,900
491~5.00~509 | 10 | 20 | 50 | 6 |0.25| 4 | CERSM0491~0509 5,400 | CERSFM0491~0509 6,500
5.10~5.90 10 | 20 | 50 | 6 |0.25 4 | CERSM0510~0590 5,900 | CERSFM0510~0590 7,000
5.91~6.00~6.09 | 12 | 25 | 60 | 8 |0.25| 4 | CERSM0591~0609 6,300 | CERSFM0591~0609 7,600
6.10~6.90 12 | 25 | 60 | 8 |0.25| 4 | CERSM0610~0690 6,900 | CERSFM0610~0690 8,300
6.91~700~709 | 12 | 25 | 60 | 8 |0.25| 4 | CERSM0691~0709 7,200 | CERSFM0691~0709 8,600
710~790 12 | 25 | 60 | 8 |0.25| 4 | CERSM0710~0790 7,700 | CERSFMO0710~0790 9,300
791~8.00~809 | 16 | 30 | 70 | 10 (0.25 4 | CERSMO0791~0809 9,900 | CERSFM0791~0809 | 11,900
8.10~8.90 16 | 30 | 70 | 10 |0.25| 4 | CERSM0810~0890 10,800 CERSFM0810~0890| 13,000
8.91~9.00~9.09 | 16 | 30 | 70 | 10 | 0.3 | 4 | CERSM0891~0909 | 10,900 CERSFM0891~0909| 13,100
9.10~9.90 16 | 30 | 70 | 10 | 0.3 | 4 | CERSM0910~0990 | 12,000| CERSFM0910~0990 | 14,500
9.91~10.00~10.09| 20 | 35 | 75 | 12 | 0.3 | 4 | CERSM0991~1009 | 13,600 CERSFM0991~1009 | 16,400
10.10~10.90 20 | 35|75 |12 | 0.3 | 4 | CERSM1010~1090 | 14,900 CERSFM1010~1090 | 17,900
10.91~11.00~11.09| 20 | 35 | 75 | 12 | 0.3 | 4 | CERSM1091~1109 | 14,500 CERSFM1091~1109 | 17,300
11.10~11.90 20 | 35|75 |12 | 0.3 | 4 | CERSM1110~1190 | 15,800| CERSFM1110~1190 | 19,100
1.91~12.00~12.05 25 | 35 | 75 | 12 | 0.3 | 4 | CERSM1191~1205 | 15,300 CERSFM1191~1205 | 18,400
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(" mems | FULB|DEAE | RELE | DHIEME)
Endmills CE CERM CERF CERFM oo |tk | 0e | oo | cuuns
‘ CER m5
BRELRIMF)—~ 0008
Solid Carbide End Cutting Reamers CERM 30° 0
Drills o 1—F 1 MbIEE(L (AT H) CERF -/R 5
The coating items is standardized. Processing example m UK-HH
o TR IEE V) RA CER CERFM +0.005 | gk
For blind holes . 0 .
Comtersinks | RIS | || | TORDIREE  Prepared Hole
B@N| BN | LkFEUR | B[
Through | Deep Stop Ellipse
45°
Reamers Q,? Sl
o] Sl % OO0 0O
Metal ¢ds — %
Slitting Saws 24 ‘
22
L

Cutters 0.1mm steps || 0.01mm steps

st & size />3—NB Non-Coat OK-HR3a—b ok+R Coat

.- Sﬁfﬂﬁe
2 1 22 di | NT Product No. Product No.
¥ ¥

2.95~2.99 2 (1.0 CERM0295~0299 | 14,600 CERFM0295~0299] 19,000

3.0 3 2 (1.0 CER-030 11,400  CERF030 14,900

3.00~3.05 2o 35 60 3 o.2 $1.0 CERMO0300~0305 | 14,600 CERFM0300~0305/ 19,000

31~39 | 20| 35|60 4 |02]|p15 CER-031~039 | 14,300 CERF031~039 | 18,500
3.95~3.99 | 20 | 35 | 60 | 4 | 0.2 |p15 CERM0395~0399 | 15,600 CERFM0395~0399] 20,300

4.0 20 |35 | 60| 4 |02 915 CER-040 12,800| CERF040 16,700

. 4.00~4.05| 20 | 35 | 60 | 4 | 0.2 |p15 CERMO0400~0405 | 15,600 CERFM0400~0405| 20,300
Straight 41~49 | 26|45 75| 5 | 0.2 2.5 CER-041~049 | 16,500 CERF041~049 | 21,500
4.95~499 | 26 | 45 | 75 | 5 | 0.2 [$2.5 CERM0495~0499 | 17,500 CERFM0495~0499] 22,800

Helical 5.0 26 |45 | 75| 5 | 0.2 |25 CER-050 15,100|  CERF050 19,600
5.00~5.05| 26 | 45 | 75 | 5 | 0.2 $2.5 CERMO0500~0505 | 17,500 CERFM0500~0505| 22,800

POWERFUL | | 5.1~5.9 | 26 | 65 100 6 | 0.2 [¢3.0 CER-051~059 | 19,000| CERF051~059 | 24,600
REAMER | | 5.95~5.99 | 26 | 65 |100| 6 | 0.2 |$3.0 CERM0595~0599 | 20,700 |CERFM0595~0599] 27,000
6.0 26 | 65 |100] 6 | 0.2 |$3.0 CER-060 16,400|  CERF060 21,400

6.00~6.05 | 26 | 65 100 6 | 0.2 |$3.0 CERMO0600~0605 | 20,700 CERFMO0600~0605| 27,000

6.1~6.9 | 26 | 70 |110| 8 | 0.3 |$3.5 CER-061~069 | 21,100| CERF061~069 | 27,300
6.95~6.99 | 26 | 70 | 110 | 8 | 0.3 |$3.5 CERM0695~0699 | 22,400 CERFM0695~0699] 29,100

Hard 70 26 | 70 |110| 8 | 0.3 3.5 CER-070 20,300  CERF070 26,400
700~7.05 | 26 | 70 | 110| 8 | 0.3 3.5 CERMO0700~0705 | 22,400 CERFM0700~0705| 29,100

71~79 | 26 | 85 |125| 8 | 0.3 |¢p4.0 CER-071~079 | 25,500| CERF071~079 | 33,200

795~799 | 26 | 85 |125| 8 | 0.3 |¢p4.0 CERM0795~0799 | 27,800 CERFM0795~0799] 36,100

8.0 26 | 85 |125| 8 | 0.3 |p4.0 CER-080 20,300  CERF080 26,400

8.00~8.05 | 26 | 85 125 8 | 0.3 |$p4.0 CERMO0800~0805 | 27,800 CERFM0800~0805| 36,100

8.1~8.9 |26 |90 135| 10 | 0.3 |¢4.5
8.95~8.99 | 26 | 90 |135]| 10 | 0.3 |¢4.5
9.0 26 | 90 |135| 10 | 0.3 |94.5
9.00~9.05 | 26 | 90 |135]| 10 | 0.3 |¢4.5
9.1~9.9 | 31 |100|150| 10 | 0.3 |$5.0
9.95~9.99 | 31 [100 150 | 10 | 0.3 |¢5.0
10.0 31 /100|150 | 10 | 0.3 |¢5.0
10.00~10.05| 31 |100|150| 10 | 0.3 5.0
10.1~10.9 | 31 |105]160| 12 | 0.3 |¢5.0
10.95~10.99| 31 |105/160| 12 | 0.3 [$5.0
11.0 31 /105|160 | 12 | 0.3 |¢5.0
11.00~11.05| 31 |105|160| 12 | 0.3 |¢$5.0
11.1~11.9 | 31 |105/160| 12 | 0.3 |$6.0
11.95~11.99| 31 /105|160 | 12 | 0.3 |¢6.0
12.0 31 /105|160 | 12 | 0.3 |¢6.0
12.00~12.05| 31 | 105|160 | 12 | 0.3 |¢6.0

CER-081~089 28,800 CERF081~089 37,400
CERM0895~0899 | 31,300|CERFM0895~0899| 40,600
CER-090 24,700 CERF090 32,100
CERMO0900~0905 | 31,300 CERFM0900~0905 40,600
CER-091~099 32,600 CERF091~099 42,400
CERM0995~0999 | 32,600 CERFM0995~0999 42,400
CER-100 29,900 CERF100 38,900
CERM1000~1005 | 32,600 CERFM1000~1005, 42,400
CER-101~109 44,800 CERF101~109 58,300
CERM1095~1099 | 45,500 CERFM1095~1099| 59,100
CER-110 40,700 CERF110 53,000
CERM1100~1105 | 45,500 CERFM1100~1105, 59,100
CER-111~119 45,600 CERF111~119 59,300
CERM1195~1199 | 46,200 CERFM1195~1199| 60,100
CER-120 41,800 CERF120 54,400
CERM1200~1205 | 46,200 CERFM1200~1205 60,100
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Jo g 2ILA | NRAE | HIRE)
BcER ( P'%TC%Z’S M:i%;l Eﬁgfe Tolgrigﬁce Cgr:jélt::)gns
%L 130, m
BRET Y KU —= (AR —hS v ) L BCER | Wcd || ™ )
Top Solid Carbide End Cutting Reamers (Straight Shank)
O SE LY BAT T ANL— v o {1k —
Top-solid type with straight shank TIXDIKEE  Prepared Hole
o2 IEYRAY—YT. EBHFLAICIMITEEY, CREVANI NN OV -
Reamers for stop holes,The bottom can be beautifully processed. Through | Deep Stop | Ellipse
e TURINIvUZFH
End Mill shank is adopted. U O
45°
OO0 0O

D)2

[0

¢d ‘
21 0 X&)
L
58—
i
Product No. V4

BCER-125 12.5 36 26 110 165 12 0.3 ¢6.0 4 22,500
BCER-130 13.0 36 26 110 165 12 0.3 ¢6.0 4 22,500
BCER-135 13.5 36 26 115 170 16 0.3 ¢7.0 4 23,000
BCER-140 14.0 36 26 115 170 16 0.3 ¢7.0 4 23,000
BCER-145 14.5 36 26 120 180 16 0.3 ¢7.0 4 25,000
BCER-150 15.0 36 26 120 180 16 0.3 ¢7.0 4 25,000
BCER-155 15.5 37 27 125 185 16 0.3 ¢8.0 4 25,600
BCER-160 16.0 37 27 125 185 16 0.3 $8.0 4 26,700 AN=pT
BCER-165 16.5 37 27 125 185 16 0.4 $8.0 6 27,500
BCER-170 17.0 37 27 125 185 16 0.4 ¢8.0 6 27,500 AUBLT
BCER-175 17.5 37 27 130 195 20 0.4 $9.0 6 28,400
BCER-180 18.0 37 27 130 195 20 0.4 $9.0 6 28,400 NI
BCER-185 18.5 37 27 130 195 20 0.4 ¢9.0 6 29,600 V==
BCER-190 19.0 37 27 130 195 20 0.4 ¢9.0 6 29,600
BCER-195 19.5 37 27 140 205 20 0.4 ¢10.0 6 30,500
BCER-200 20.0 37 27 140 205 20 0.4 ¢10.0 6 31,800
BCER-205 20.5 41 31 150 215 20 0.4 ¢10.0 6 33,400 EEEMR
BCER-210 21.0 41 31 150 215 20 0.4 ¢10.0 6 33,400
BCER-215 21.5 41 31 150 215 20 0.4 ¢11.0 6 34,000
BCER-220 22.0 41 31 150 215 20 0.4 ¢11.0 6 34,000
BCER-225 22.5 41 31 160 230 25 0.4 ¢11.0 6 36,200
BCER-230 23.0 41 31 160 230 25 0.4 ¢11.0 6 36,200
BCER-235 23.5 41 31 160 230 25 0.4 ¢12.0 6 39,600
BCER-240 24.0 41 31 160 230 25 0.4 ¢12.0 6 37,100
BCER-245 24.5 41 31 160 230 25 0.4 ¢12.0 6 43,100
BCER-250 25.0 41 31 160 230 25 0.4 ¢12.0 6 42,400
BCER-255 25.5 41 31 160 230 25 0.4 ¢13.0 6 48,600
BCER-260 26.0 41 31 160 230 25 0.4 ¢13.0 6 46,700
BCER-265 26.5 41 31 160 230 25 0.4 ¢13.0 6 52,200
BCER-270 27.0 41 31 160 230 25 0.4 ¢13.0 6 51,600
BCER-275 27.5 46 36 160 240 32 0.4 ¢14.0 8 64,500
BCER-280 28.0 46 36 160 240 32 0.4 ¢14.0 8 61,400
BCER-285 28.5 46 36 160 240 32 0.4 ¢14.0 8 68,000
BCER-290 29.0 46 36 160 240 32 0.4 ¢14.0 8 65,400
BCER-295 29.5 46 36 160 240 32 0.4 ¢15.0 8 68,000
BCER-300 30.0 46 36 160 240 32 0.4 ¢15.0 8 68,000
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Endmills

Drills

Countersinks

Reamers

Metal
Slitting Saws

CEOR

CEORM

BRI —~ (FA1IFR—IT)

Solid End Cutting Reamers with Intenal Coolant Supply

a

Sl

Y S —

45°

¢dh6

L

LD &
Solid type

o Z2IEYRAY—YT. KESFLAICI
TEEY,

Reamers for stop holes,The bottom can be
beautifully processed.

0.1mm steps 0.01mm steps

(" mome x LA | DRAE | GIHIRHE)
P% d"tﬂﬁc’;e * H/elix %if Cut;i'_:g
Angle Tolerance | Conditions
CEOR o m5
% 115
CEORM :J | +0.005
- 0 y
TIRDIKEE  Prepared Hole
BT RN | LkFEUR | B[
Through Deep Stop Ellipse
|| U O
O TURINIv %R

End Mill shank is adopted.

A LR —IVARICKY) . Y1 D BEH D
ke,

According to the internal coolant shape,
exhaust of the work pieces is preeminent.

Cutters
8 % Rt
e A& |BTR| 28 | A& | #H& Standard rice
CEORMO0495~0499 | 4.95~4.99 | 26 45 75 5 02 | ¢25 4 21,200
CEOR-050 5.0 26 45 75 5 02 | ¢25 4 18,200
CEORMO0500~0505 | 5.00~5.05 | 26 45 75 5 02 | ¢25 4 21,200
CEOR-051~059 5.1~5.9 26 65 100 6 02 | ¢3.0 4 22,600
CEORMO0595~0599 | 5.95~5.99 | 26 65 100 6 02 | ¢3.0 4 24,900
CEOR-060 6.0 26 65 100 6 02 | ¢3.0 4 19,700
Straight | | CEORMO0600~0605 | 6.00~6.05 | 26 65 100 6 02 | ¢3.0 4 24,900
CEOR-061~069 6.1~6.9 26 70 110 8 0.3 | ¢35 4 25,100
Helical | | CEORM0695~0699 | 6.95~6.99 | 26 70 110 8 0.3 | ¢35 4 26,800
CEOR-070 70 26 70 110 8 0.3 | ¢35 4 24,500
Pg\é\i\fﬂgt CEORMO0700~0705 | 7.00~7.05 26 70 110 8 0.3 | ¢35 4 26,800
CEOR-071~079 71~79 26 85 125 8 0.3 | ¢4.0 4 30,600
CEORMO0795~0799 | 7.95~7.99 26 85 125 8 0.3 | ¢4.0 4 33,500
CEOR-080 8.0 26 85 125 8 0.3 | ¢4.0 4 24,500
Hard CEORMO0800~0805 | 8.00~8.05 | 26 85 125 8 0.3 | ¢4.0 4 33,500
CEOR-081~089 8.1~8.9 26 920 135 10 0.3 | ¢45 4 34,400
CEORMO0895~0899 | 8.95~8.99 | 26 920 135 10 0.3 | ¢45 4 37,600
CEOR-090 9.0 26 90 135 10 0.3 | ¢45 4 29,600
CEORMO0900~0905 | 9.00~9.05 | 26 920 135 10 0.3 | ¢45 4 37,600
CEOR-091~099 9.1~9.9 31 100 | 150 10 0.3 | ¢5.0 4 39,000
CEORMO0995~0999 | 9.95~9.99 | 31 100 | 150 10 0.3 | ¢5.0 4 39,000
CEOR-100 10.0 31 100 | 150 10 0.3 | ¢5.0 4 35,900
CEORM1000~1005 | 10.00~10.05 | 31 100 | 150 10 0.3 | ¢5.0 4 39,000
CEOR-101~109 10.1~10.9 31 105 | 160 12 0.3 | ¢5.0 4 53,800
CEORM1095~1099 | 10.95~10.99 | 31 105 | 160 12 0.3 | ¢5.0 4 54,600
CEOR-110 11.0 31 105 | 160 12 0.3 | ¢5.0 4 49,000
CEORM1100~1105 | 11.00~11.05 | 31 105 | 160 12 0.3 | ¢5.0 4 54,600
CEOR-111~119 11.1~11.9 31 105 | 160 12 0.3 | ¢6.0 4 54,700
CEORM1195~1199 | 11.95~11.99 | 31 105 | 160 12 0.3 | ¢6.0 4 55,500
CEOR-120 12.0 31 105 | 160 12 0.3 | ¢6.0 4 50,200
CEORM1200~1205 | 12.00~12.05 | 31 105 | 160 12 0.3 | $6.0 4 55,500
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— [ mems | *ULE|NEAE | REWE | DHI%E)
c K R s H T =5 rrodioone |t | om | e | cune ||
B2 — N A—FU—= o HRCE8E COBMEH AT T4 CKRSH g | ™ |mm
C:Irbi:e Short Hard Reamers For the hard material HRC68. CKRSHM -/R +0.005 m&ard
o> a—ha( 7 TRl \- 0 B a
. 45° Shore type with high rigidity. KU
% TINDIKEE  Prepared Hole
T - p BEER| BR L3R | M
% 8.‘ Through Deep Stop Ellipse EERY)
= * i U | O
21
L Ol X | X | X
0.1mm steps
o % TJ'if Size ggmﬁ
AR Standard price
Product No. d ¥ AE2INV)—
CKRSHMO0295~0299| 2.95~2.99 4 4 . 6,200
CKRSH030 3.0 24 60 4 4 0.4 5,700
CKRSHM0300~0305  3.00~3.05 24 60 4 4 0.4 6,200 | _ .
CKRSH031~039 3.1~3.9 28 70 6 4 0.4 7,000 7
CKRSHM0395~0399| 3.95~3.99 28 70 6 4 0.4 7,000
CKRSH040 4.0 28 70 6 4 0.4 6,300
CKRSHMO0400~0405| 4.00~4.05 28 70 6 4 0.4 7,000
CKRSH041~049 4.1~4.9 28 70 6 4 0.4 7,300
CKRSHM0495~0499 |  4.95~4.99 28 70 6 4 0.4 7,300
CKRSHO050 5.0 28 70 6 4 0.4 6,500
CKRSHMO0500~0505|  5.00~5.05 28 70 6 4 0.4 7,300
CKRSH051~059 5.1~5.9 32 80 6 4 0.4 8,500
CKRSHMO0595~0599| 5.95~5.99 32 80 6 4 0.4 8,500
CKRSHO060 6.0 32 80 6 4 0.4 7,700
CKRSHMO0600~0605|  6.00~6.05 32 80 6 4 0.4 8,500
CKRSH061~069 6.1~6.9 32 80 8 4 0.4 10,300 | zpL-13
CKRSHM0695~0699|  6.95~6.99 32 80 8 4 0.4 10,300
CKRSH070 7.0 32 80 8 4 0.4 9,300
CKRSHM0700~0705|  7.00~7.05 32 80 8 4 0.4 10,300| | "VAAA
CKRSH071~079 71~79 32 80 8 4 0.7 12,300 ————
CKRSHMO0795~0799| 7.95~7.99 32 80 8 4 0.7 12,300 | /S770
CKRSH080 8.0 32 80 8 4 0.7 11,000 U-<
CKRSHM0800~0805|  8.00~8.05 32 80 8 4 0.7 12,300
CKRSH081~089 8.1~8.9 36 90 10 4 0.7 15,300 | I~F7fd
CKRSHM0895~0899| 8.95~8.99 36 90 10 4 0.7 15,300
CKRSH090 9.0 36 90 10 4 0.7 13,900
CKRSHM0900~0905| 9.00~9.05 36 90 10 4 0.7 15,300
CKRSH091~099 9.1~9.9 36 90 10 4 0.7 17,900
CKRSHM0995~0999 | 9.95~9.99 36 90 10 4 0.7 17,900
CKRSH100 10.0 36 90 10 4 0.7 16,200
CKRSHM1000~1005| 10.00~10.05 36 90 10 4 0.7 17,900
CKRSH101~109 10.1~10.9 36 90 12 4 0.9 19,800
CKRSHM1095~1099| 10.95~10.99 36 90 12 4 0.9 19,800
CKRSH110 11.0 36 90 12 4 0.9 18,000
CKRSHM1100~1105 | 11.00~11.05 36 90 12 4 0.9 19,800
CKRSH111~119 11.1~11.9 36 90 12 4 0.9 20,400
CKRSHM1195~1199 | 11.95~11.99 36 90 12 4 0.9 20,400
CKRSH120 12.0 36 90 12 4 0.9 18,500
CKRSHM1200~1205| 12.00~12.05 36 90 12 4 0.9 20,400
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(" smops *ULE | DRAZ | REWIE | TIHIRE)
i RS " " f
eanits | (O IR cxrum = R TR |t | | S,
BE/N—NY—7 CkRH P32 ™ | mm
Solid Carbide Hard Reamers CKRHM -/R +0.005 | (g
Drills \ 0 ~
d

71/\45‘7 TIRDIKEE  Prepared Hole

QJ — ) Te BER RN [LEIR| 6F

CQuntersinks Sﬁ = S Through Deep Stop Ellipse

21
- DRINEsAES
Reamers O HRCE2X THEEEM ML EIEE. O O X X

Metal
Slitting Saws

Cutters

For the hard material HRC62.

0. 1MmM&V. 0.0 1mMmET

0.1 steps and 0.01 steps

0.01mm steps

o SF K size FEAE (TS,
u]n] g .
oroduet No AE Standard price
. i v
CKRHMO0295~0299 | 2.95~2.99 40 80 3 0.5 4 9,300
CKRHO030 3.0 40 80 3 05 4 8,400
CKRHM0300~0305 | 3.00~3.05 40 80 3 05 4 9,300
CKRHO031~039 3.1~3.9 40 80 4 05 4 10,300
CKRHMO0395~0399 | 3.95~3.99 40 80 4 05 4 10,300
CKRHO040 40 40 80 4 05 4 9,300
CKRHMO0400~0405 | 4.00~4.05 40 80 4 05 4 10,300
CKRH041~049 41~4.9 40 80 6 05 4 11,800
Straight | | CKRHMO0495~0499 | 4.95~4.99 40 80 6 05 4 11,800
CKRHO050 5.0 40 80 6 05 4 10,700
_ CKRHMO0500~0505 | 5.00~5.05 40 80 6 0.5 4 11,800
Helical CKRHO051~059 51~5.9 50 100 6 05 4 11,900
CKRHMO0595~0599 | 5.95~5.99 50 100 6 0.5 4 11,900
Pg‘g‘fﬂ,‘"L CKRH060 6.0 50 100 6 05 4 10,800
CKRHMO0600~0605 | 6.00~6.05 50 100 6 05 4 11,900
End Cuting CKRHO061~069 6.1~6.9 50 100 8 0.5 4 12,400
CKRHMO0695~0699 | 6.95~6.99 50 100 8 05 4 12,400
CKRHO70 70 50 100 8 05 4 11,200
CKRHMO0700~0705 | 700~7.05 50 100 8 0.5 4 12,400
CKRH071~079 71~7.9 50 100 8 0.8 4 13,600
CKRHMO0795~0799 | 7.95~7.99 50 100 8 0.8 4 13,600
CKRH080 8.0 50 100 8 0.8 4 12,400
CKRHMO0800~0805 | 8.00~8.05 50 100 8 0.8 4 13,600
CKRHO081~089 8.1~8.9 60 120 10 0.8 4 20,000
CKRHM0895~0899 | 8.95~8.99 60 120 10 0.8 4 20,000
CKRHO090 9.0 60 120 10 08 4 18,100
CKRHMO0900~0905 | 9.00~9.05 60 120 10 0.8 4 20,000
CKRHO091~099 9.1~9.9 60 120 10 0.8 4 22,700
CKRHMO0995~0999 | 9.95~9.99 60 120 10 08 4 22,700
CKRH100 10.0 60 120 10 08 4 20,600
CKRHM1000~1005 | 10.00~10.05 | 60 120 10 0.8 4 22,700
CKRH101~109 10.1~10.9 70 140 12 1.0 4 29,000
CKRHM1095~1099 | 10.95~10.99 | 70 140 12 10 4 29,000
CKRH110 11.0 70 140 12 1.0 4 26,300
CKRHM1100~1105 | 11.00~11.05 | 70 140 12 1.0 4 29,000
CKRH111~119 11.1~11.9 70 140 12 10 4 30,600
CKRHM1195~1199 | 11.95~11.99 | 70 140 12 10 4 30,600
CKRH120 12.0 70 140 12 10 4 27,800
CKRHM1200~1205 | 12.00~12.05 | 70 140 12 10 4 30,600
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. PILIESES
Endmills s s F ; S
BIEUYRRYTUT SR o | H
Solid S Slotting Cutt * I
Drills oe Seren Soting e : o MK T BEARERALTLBOT.
D SMWE TIBELV I TA T
Wide processing is possible from the
cast iron to the steel by using the micro
1 grain carbide.
Countersinks 7J:ﬁio.o1
®»20 »25
[=] Tﬁf Size %ﬁﬁﬁ [=] *%ﬁﬁﬁ*g
Reamel’s L= % Standard price Z Standard price
Product No. ¥ ¥

SSF020X003| 20 | 03 | 6 | 60 5,200/ | SSF025X003| 25 | 03 | 6 | 60 5,500

Metal SSF020X004 | 20 | 04 | 6 | 60 4,900 SSF025X004| 25 | 04 | 6 | 60 5,300
RUUERN | SSF020X005| 20 | 05 | 6 | 60 4,800 | SSF025X005| 25 | 05 | 6 | 60 5,200
SSF020X006 | 20 | 06 | 6 | 60 4,900 | SSF025X006 | 25 | 0.6 | 6 | 60 5,300
SSF020X007 | 20 | 07 | 6 | 60 5,300| | SSF025X007 | 25 | 0.7 | 6 | 60 5,800

Cutters | |SSF020X008| 20 | 0.8 | 6 | 60 5,700| | SSF025X008 | 25 | 08 | 6 | 60 6,100
SSF020X009| 20 | 0.9 | 6 | 60 5,900| | SSF025X009 | 25 | 09 | 6 | 60 6,400
SSF020X010 | 20 | 1.0 | 6 | 60 6,100 | SSF025X010 | 25 | 1.0 | 6 | 60 6,600
SSF020X011 | 20 | 1.1 | 6 | 60 6,500| | SSF025X011 | 25 | 11 | 6 | 60 7,000
SSF020X012 | 20 | 12 | 6 | 60 6,600| | SSF025X012 | 25 | 1.2 | 6 | 60 7,100
SSF020X013 | 20 | 1.3 | 6 | 60 6,800| | SSF025X013 | 25 | 1.3 | 6 | 60 7,300
SSF020X014 | 20 | 1.4 | 6 | 60 7,000 | SSF025X014 | 25 | 1.4 | 6 | 60 7,600
SSF020X015 | 20 | 1.5 | 6 | 60 7,300 | SSF025X015| 25 | 1.5 | 6 | 60 8,000
SSF020X016 | 20 | 1.6 | 6 | 60 7,500 | SSF025X016 | 25 | 1.6 | 6 | 60 8,100
SSF020X017 | 20 | 1.7 | 6 | 60 7,900 | SSF025X017 | 25 | 1.7 | 6 | 60 8,400
SSF020X018 | 20 | 1.8 | 6 | 60 8,100| | SSF025X018 | 25 | 1.8 | 6 | 60 8,800
SSF020X019 | 20 | 1.9 | 6 | 60 8,400| | SSF025X019 | 25 | 1.9 | 6 | 60 9,200
SSF020X020| 20 | 20 | 6 | 60 8,700| | SSF025X020 | 25 | 2.0 | 6 | 60 9,400

#30 045

% T size B _— IR

[=]
o= Standard price L Standard price

Product No. ¥ Product No. ¥

SSF030X003| 30 | 0.3 | 6 90 6,000, | SSF045X003| 45 | 0.3 |15.875| 90 8,100
SSF030X004| 30 | 04 | 6 90 5,700 | SSF045X004 | 45 | 0.4 |15.875| 90 7,500
SSF030X005| 30 | 0.5 | 6 90 5,500 | SSF045X005| 45 | 0.5 |15.875| 90 7,500
SSF030X006 | 30 | 0.6 | 6 90 5,700 | SSF045X006 | 45 | 0.6 |15.875| 90 7,500
SSF030X007 | 30 | 0.7 | 6 90 6,100 | SSF045X007 | 45 | 0.7 |15.875| 90 8,100
SSF030X008 | 30 | 0.8 | 6 90 6,500 | SSF045X008 | 45 | 0.8 |15.875| 90 8,800
SSF030X009| 30 | 09 | 6 90 6,900 | SSF045X009 | 45 | 0.9 |15.875| 90 9,500
SSF030X010 | 30 | 1.0 | 6 90 7,100 | SSF045X010 | 45 | 1.0 |15.875| 90 | 10,300
SSF030X011 | 30 | 1.1 6 90 7,600 | SSF045X011 | 45 | 1.1 |15.875| 90 10,300
SSF030X012 | 30 | 1.2 6 90 7,700 | SSF045X012 | 45 | 1.2 |15.875| 90 10,300
SSF030X013| 30 | 1.3 | 6 90 7,900 | SSF045X013 | 45 | 1.3 |15.875| 90 11,300
SSF030X014 | 30 | 14 | 6 90 8,100 | SSF045X014 | 45 | 1.4 |15.875| 90 11,300
SSF030X015| 30 | 1.5 | 6 90 8,500 | SSF045X015| 45 | 1.5 |15.875| 90 | 11,300
SSF030X016 | 30 | 1.6 | 6 90 8,700 | SSF045X016 | 45 | 1.6 |15.875| 90 11,700
SSF030X017| 30 | 1.7 | 6 90 9,100 | SSF045X017 | 45 | 1.7 |15.875| 90 11,700
SSF030X018 | 30 | 1.8 | 6 90 9,400, | SSF045X018 | 45 | 1.8 |15.875| 90 11,700
SSF030X019| 30 | 1.9 | 6 90 9,700, | SSF045X019 | 45 | 1.9 |15.875| 90 11,900
SSF030X020 | 30 | 20 | 6 90 10,200 | SSF045X020 | 45 | 2.0 |15.875| 90 | 11,900
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PILIESES
s M s B comme || xvkIN
HBRE )y R X &I — N
Solid Carbide Metal Slitting Saws g H o
o [ emMmTEEASEERLTLANT. K
S SFHRDSME TIRLVOINITARIETT .
= Wide processing is possible from the
cast iron to the steel by using the micro
grain carbide.
[i:1):°0)
»50
8O ~Ti% size (R o <1E size 5t A e
Standard pri =] = Standard pri -
Product No. ol ;:g price Product No. 91;3% ET& /211% tan ;;g price

SMS050X003| 50 | 0.3 |15.875| 30 | 36 8,000, |SMS075X003| 75 | 0.3 |25.4| 40 | 56 | 16,800
SMS050X004| 50 | 0.4 |15.875| 30 | 36 6,500, |SMS075X004| 75 | 0.4 |25.4| 40 | 56 | 15,100
SMS050X005| 50 | 0.5 |15.875| 30 | 36 5,400 |SMS075X005| 75 | 0.5 |25.4| 40 | 56 | 13,700
SMS050X006| 50 | 0.6 |[15.875| 30 | 36 5,400 |SMS075X006| 75 | 0.6 |25.4| 40 | 56 | 13,700
SMS050X007| 50 | 0.7 [15.875| 30 | 36 5,700 |SMS075X007| 75 | 0.7 |[25.4| 40 | 56 | 12,400
SMS050X008| 50 | 0.8 [15.875| 30 | 36 5,700 |SMS075X008| 75 | 0.8 |25.4| 40 | 56 | 12,400 Hva—
SMS050X009| 50 | 0.9 |15.875| 30 | 36 6,200 |SMS075X009| 75 | 0.9 |25.4| 40 | 56 | 12,900
SMS050X010| 50 | 1.0 |15.875| 30 | 36 6,200 | SMS075X010| 75 | 1.0 |[25.4| 40 | 56 | 12,900
SMS050X011 | 50 | 1.1 |15.875| 30 | 36 7,000/ | SMS075X011| 75 | 1.1 |25.4| 40 | 56 | 13,700
SMS050X012 | 50 | 1.2 |15.875| 30 | 36 7,000 | SMS075X012| 75 | 1.2 |25.4| 40 | 56 | 13,700
SMS050X013 | 50 | 1.3 |15.875| 30 | 36 8,000 | SMS075X013| 75 | 1.3 |25.4| 40 | 56 | 15,100
SMS050X014 | 50 | 1.4 |115.875| 30 | 36 8,000 | SMS075X014| 75 | 1.4 |25.4| 40 | 56 | 15,100
SMS050X015| 50 | 1.5 |115.875| 30 | 36 9,600 | SMS075X015| 75 | 1.5 |25.4| 40 | 56 | 15,100
SMS050X016 | 50 | 1.6 |15.875| 30 | 36 9,600 | SMS075X016| 75 | 1.6 |25.4| 40 | 56 | 16,200
SMS050X017 | 50 | 1.7 |15.875| 30 | 36 | 10,400 | SMS075X017| 75 | 1.7 |25.4| 40 | 56 | 16,200
SMS050X018 | 50 | 1.8 |15.875| 30 | 36 | 10,400 | SMS075X018| 75 | 1.8 |[25.4| 40 | 56 | 17,400
SMS050X019 | 50 | 1.9 |15.875| 30 | 36 | 11,900 | SMS075X019| 75 | 1.9 |25.4| 40 | 56 | 17,400
SMS050X020| 50 | 2.0 |15.875| 30 | 36 | 11,900 | SMS075X020| 75 | 2.0 |25.4| 40 | 56 | 17,400
SMS075X025| 75 | 2.5 |25.4| 40 | 40 | 19,700
SMS075X030| 75 | 3.0 |[25.4| 40 | 40 | 22,000
®»100 SMS075X035| 75 | 3.5 |[25.4| 40 | 40 | 24,400
. —_—. SMS075X040| 75 | 4.0 |[25.4| 40 | 40 | 26,700

Standard price

[=]
=]~}

Product No. ¥

SMS100X005 | 100 | 0.5 |25.4| 50 | 56 | 22,900
SMS100X006 | 100 | 0.6 |25.4| 50 | 56 | 22,300| ®125

SMS100X007 | 100 | 0.7 [25.4| 50 | 56 | 20,800 - +5% size ——_
SMS100X008| 100 | 0.8 |25.4| 50 | 56 | 20,800 o Standard price
SMS100X009| 100 | 0.9 [25.4| 50 | 56 | 22,300
SMS100X010 | 100 | 1.0 |25.4| 50 | 56 | 22,300 | SMS125X010| 125 | 1.0 |25.4| 60 | 68 | 47,200
SMS100X011 | 100 | 1.1 |25.4| 50 | 56 | 23,700 | SMS125X015| 125 | 1.5 |25.4] 60 | 68 | 49,200
SMS100X012| 100 | 1.2 |25.4| 50 | 56 | 23,700 | SMS125X020| 125 | 2.0 |25.4] 60 | 68 | 54,500
SMS100X013| 100 | 1.3 |25.4| 50 | 56 | 25,800
SMS100X014 | 100 | 1.4 |25.4| 50 | 56 | 25,800
SMS100X015| 100 | 1.5 |25.4| 50 | 56 | 25,800
SMS100X016 | 100 | 1.6 |25.4| 50 | 56 | 26,400
SMS100X017 | 100 | 1.7 |25.4| 50 | 56 | 26,400
SMS100X018| 100 | 1.8 |25.4| 50 | 56 | 27,800
SMS100X019| 100 | 1.9 |25.4| 50 | 56 | 27,800
SMS100X020 | 100 | 2.0 |25.4] 50 | 56 | 27,800
SMS100X025| 100 | 2.5 |25.4| 50 | 56 | 33,600
SMS100X030| 100 | 3.0 |25.4| 50 | 56 | 39,300
SMS100X035| 100 | 3.5 |25.4| 50 | 56 | 43,900
SMS100X040| 100 | 4.0 |25.4| 50 | 56 | 49,800

Product No. ¥
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RELE | YIRS
wnis | ST SCA e | Save
B I=TSHY&— (TAOYRHYE—) oA
Coated Solid Carbide T-slot Cutters
Drills .
g g o BEFHMICZ DL
SR p— © We are particular about using hard
- - % [an] k] materials!
AR < .
, E l o B ICZ b EL !
Countersinks o 21 We paid particular attention to the
2 N blade shape!
L o I—F A I FEbYELE!
We paid particular attention to the
coating!
Reamers o AlimIC T F=bYEL 7!
We are committed to immediate delivery!
o MG A ET!
Special items also accepted!
Metal
Slitting Saws o T3 size B
S Nz | 0B [ PRRRE e
D d
STSCA02X005 2 0.5 1.1 5LE 45 4 4 1.5 5,500
STSCA02X010 2 1 1.1 3.5 45 4 4 1.5 5,500
STSCA04X010 4 1 2.4 3.5 45 4 4 2.8 5,800
STSCA04X020 4 2 2.4 3.5 45 4 4 2.8 5,800
STSCA06X010 6 1 2.8 4 50 6 6 3.5 6,600
STSCA06X020 6 2 2.8 4 50 6 6 3.5 6,600
STSCA08X020 8 2 3.8 4 60 8 6 4.5 8,800
STSCA08X030 8 3 3.8 4 60 8 6 4.5 8,800
STSCA: sz
Recommended Milling Conditions for STSCA
—RIBIE - iRl G- FREH _
” Structural Steels,Carbon Steels,Alloy Steels,Hardened Steels AT VU b3 ZIV=EE
Wﬁ?l:ggial SS400,545C,SCM,SK,SKD Stainless Steels Cast Iron Aluminum Alloys
~30HRC —40HRC SuUS304,316 FCD AB052
BIRISERAS Cuting Speed 80m/min 40m/min 50m/min 80m/min 120m/min
HE | IR |HARS| [OEH =D 1521 =D [ElE541 =D Ik =D [ElE5% =D
i, NT. Cutting Spindle Feed Spindle Feed Spindle Feed Spindle Feed Spindle Feed
Depth Speed Speed Speed Speed Speed
(mm) |(#A)| (mm) |  (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
2 4 0.3 12,700 320 6,400 120 8,000 240 12,700 320 19,100 1,100
4 4 0.6 6,400 260 3,200 80 4,000 180 6,400 260 9,650 760
6 6 0.9 4,200 250 2,100 60 2,650 160 4,200 250 6,400 640
8 6 1.2 3,200 250 1,600 60 2,000 150 3,200 250 4,800 600

A1) UHARESH LEZBRDEEE. EDEREZ TIFTLLEE L,
If the cutting depth is large, reduce the feed rate.
E2) TE([@ED MIOBEFEDZE1/IICFFREE ATEIEHICHR U TREBLTIEE,
When machining a T-shape (both sides), adjust according to the cutting resistance, such as reducing the feed rate to 1/3.
E3) #EH. FryIRRlIEOSH2BEDEVDDZECERLIEE L,
Use a rigid and precise machine and holder.
E4) UIHBRIEHEIMISEULZDDZERBEL TLLIETL
Use a suitable cutting fluid.
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REMIE | TIHISM
SKSCA s | e || zokan
B IZKSHYE— (F—>—KHvE—) °KA
Coated Solid Carbide Keyseat Cutters
KU
= o BEFHICZ EDYELL!
@l _ We are particular about using hard
| @ materials!
3| eMEZZbYELL!
We paid particular attention to the [i:1:00))
blade shape!
o 1—F A JICZFEDYELE!
L We paid particular attention to the
coating!
o BliRIC T F=bWEL 72! U4
We are committed to immediate delivery!
 FEAmE A ET!
Special items also accepted!
ABN)—
oz & size TEAE AT
AR :

Broduot No. 3][;’% *ﬁf Standag;i Price
SKSCA02X005 2 0.5 1.1 &5 45 4 4 5,500
SKSCA02X010 2 1 1.1 3.5 45 4 4 5,500
SKSCA04X010 4 1 2.4 3.5 45 4 6 5,800
SKSCA04X020 4 2 2.4 3.5 45 4 6 5,800
SKSCA06X010 6 1 2.8 4 50 6 8 6,600
SKSCA06X020 6 2 2.8 4 50 6 8 6,600
SKSCA08X010 8 1 3.8 4 60 8 8 8,800
SKSCA08X020 8 2 3.8 4 60 8 8 8,800

SKSCA: sz
Recommended Milling Conditions for SKSCA
—RIBIE - iRl G- FREH _
” Structural Steels,Carbon Steels,Alloy Steels,Hardened Steels AT VU b3 ZIV=EE
Wﬁ?l:ggial SS400,545C,SCM,SK,SKD Stainless Steels Cast Iron Aluminum Alloys
~30HRC —40HRC SuUS304,316 FCD AB052
BIRISERAS Cuting Speed 80m/min 40m/min 50m/min 80m/min 120m/min
R | AR |hARS| OERH $-30) L %b 1L #*b L %D (Il %D

i, NT. Cutting Spindle Feed Spindle Feed Spindle Feed Spindle Feed Spindle Feed
Depth Speed Speed Speed Speed Speed

(mm) |(#A)| (mm) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)

2 4 0.3 12,700 350 6,400 130 8,000 260 12,700 350 19,100 1,200
4 6 0.6 6,400 290 3,200 90 4,000 200 6,400 290 9,550 840
6 8 0.9 4,200 270 2,100 65 2,650 180 4,200 270 6,400 700
8 8 1.2 3,200 270 1,600 65 2,000 160 3,200 270 4,800 660

A1) UHARESH LEZBRDEEE. EDEREZ TIFTLLEE L,
If the cutting depth is large, reduce the feed rate.

E2) B, FryI RO G BEDESVBDZESERLLLEETV,
Use a rigid and precise machine and holder.

AE3) VIHBRIFHEIM SELCBDZEREEL TLIEEL
Use a suitable cutting fluid.
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RIS
Cutting
Conditions

Endmills BSCG

A7y A1 RHy&—
Brazed Side Milling Cutters

Drills

— B3 (T) DA RE

\) jﬁt\ J’* Tolerance of thickness(T)
N EH(T) | FEE

iichies2 D) [okrancy o Fv7H1%ElE. G8O ($H-##k 3*MA) TY.
o ~6.0 |10075 The carbide chip material is G80(for both
a 60orless | 0 steel and cast iron).
5 ~10.0 |+0.090
0

10.0 or less

Countersinks

&
.
& r
L
-
o
>

~180 [+0.110
0

L 18.0 or less

£ ~300 |+0.130
{ & 30.00rless | Q0

Reamers

NEP25.4 Hole Dia.¢p25.4

et 7 ;
Siting Saws @ & & size B

Product No. ﬂ& E ;} /"'Qﬁ }J;& Standard price
D| T d|NT ¥
75| 3 12

BSCGT075X03 25.4 30,500 BSCGT100X20 [100| 20 |25.4| 16 57,500
BSCGT075X04 75| 4 |25.4] 12 26,200 BSCGT100X22 |100| 22 |25.4| 16 63,000
BSCGT075X05 75| 5 [25.4] 12 26,200 BSCGT100X24 |100| 24 |25.4| 16 67,400
BSCGT075X06 75| 6 |25.4] 12 26,600 BSCGT100X25 |100| 25 |25.4| 16 74,300

7

8

9

I:I|:II:I g TJ';E Size %gm%

Product No. Standard price

¥

BSCGT075X07 75 25.4| 12 28,600 BSCGT125X03 [125 25.4| 18 55,200

25.4| 18 45,700

BSCGT075X08 75 25.4| 12 28,600 BSCGT125X04 |125

3
4
BSCGT075X09 75 25.4| 12 31,900 BSCGT125X05 125| 5 |25.4| 18 43,200
BSCGT075X10 75 | 10 |25.4| 12 31,900 BSCGT125X06 ([125| 6 |25.4| 18 43,200
7
8
9

BSCGT075X11 75 | 11 |25.4] 12 32,600 BSCGT125X07 | 125 25.4| 18 44,300
BSCGTO075X12 75 | 12 |25.4] 12 32,600 BSCGT125X08 |125 25.4| 18 44,300
BSCGT075X13 75 | 13 |25.4] 12 37,600 BSCGT125X09 |125 25.4| 18 47,800
BSCGT075X14 75 | 14 |25.4] 12 37,600 BSCGT125X10 |125| 10 |25.4| 18 47,800
BSCGT075X15 75 | 15 |25.4| 12 38,400 BSCGT125X11 125| 11 |25.4| 18 50,500
BSCGT075X16 75 | 16 |25.4] 12 38,400 BSCGT125X12 |125| 12 |25.4| 18 50,500
BSCGT075X18 75 | 18 |25.4] 12 41,000 BSCGT125X13 |125| 13 |25.4| 18 58,100
BSCGT075X20 75 | 20 |25.4| 12 43,800 BSCGT125X14 |125| 14 |25.4| 18 61,000
BSCGT075X22 75 | 22 |25.4| 12 59,700 BSCGT125X15 |125| 15 [25.4| 18 62,000
BSCGT075X24 75 | 24 |25.4] 12 63,800 BSCGT125X16 |125| 16 (25.4| 18 64,400
BSCGT075X25 75 | 25 |25.4| 12 70,800 BSCGT125X18 |125| 18 (25.4| 18 69,800
BSCGT100X03 |100| 3 |25.4| 16 38,900 BSCGT125X20 |125| 20 |25.4| 18 77,200
BSCGT100X04 |100| 4 |25.4| 16 35,200 BSCGT125X22 |[125| 22 |25.4| 18 82,100
BSCGT100X05 |100| 5 |25.4| 16 33,000 BSCGT125X25 |125| 25 |25.4| 18 98,300
BSCGT100X06 |100| 6 |25.4| 16 33,000 BSCGT150X04 |[150 25.4| 22 61,000

7

8

9

4
BSCGT100X07 100 25.4| 16 34,500 BSCGT150X05 150| 5 |25.4| 22 55,700
BSCGT100X08 100 25.4| 16 34,500 BSCGT150X06 150| 6 |25.4| 22 55,700

7

8

9

BSCGT100X09 | 100 25.4| 16 37,600 BSCGT150X07 | 150 25.4| 22 55,700
BSCGT100X10 [100| 10 |25.4| 16 37,600 BSCGT150X08 | 150 25.4| 22 55,700
BSCGT100X11 100| 11 |25.4| 16 39,900 BSCGT150X09 |150 25.4| 22 59,100
BSCGT100X12 [100| 12 |25.4| 16 39,900 BSCGT150X10 |150| 10 |25.4| 22 59,100
BSCGT100X13 [100| 13 |25.4| 16 42,900 BSCGT150X11 150| 11 |25.4| 22 62,000
BSCGT100X14 [100| 14 |25.4| 16 46,500 BSCGT150X12 [150| 12 |25.4| 22 62,000
BSCGT100X15 |100| 15 |25.4| 16 46,500 BSCGT150X13 |150| 13 |25.4] 22 74,300
BSCGT100X16 |100| 16 |25.4| 16 49,300 BSCGT150X14 |150| 14 |25.4] 22 74,300
BSCGT100X18 |100| 18 |25.4| 16 54,300 BSCGT150X15 |150| 15 |25.4| 22 77,600
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Drjﬁj"ljvf Kj]\yg— RARR PYARIRETR
Table of Boss diameter Table of Side Cutting length
Brazed Side Milling Cutters =z HE  |HAEES IVRIN
3

@D BSCGT @D Side Cutting length
¢75 42 ®75 7.5
@100 »46 @100 75
®125 ®»50 ®125 9.5 ot
®»150 »55 ®»150 9.5 KU
®175 »58 ®175 9.5
R ®»200 ®»60 ®»200 11.5
m & ~FiE size BT
Product No. Standard price Eﬂi‘)
L4
BSCGT150X16 150 | 16 |25.4| 22 77,600
BSCGT150X18 150| 18 |25.4| 22 85,100 y—z

BSCGT150X20 |150| 20 [25.4| 22 85,100
BSCGT150X22 |150| 22 |25.4| 22 98,800
BSCGT150X25 |150| 25 [25.4| 22 | 113,500 A& —
BSCGT150X30 |[150| 30 |25.4| 22 | 130,700
BSCGT175X04 |175| 4 |25.4| 24 72,500
BSCGT175X05 |175| 5 |25.4| 24 70,200
BSCGT175X06 |175| 6 |25.4| 24 68,900
7
8
9

BSCGT175X07 |175 25.4| 24 68,900
BSCGT175X08 |175 25.4| 24 68,900
BSCGT175X09 |175 254 24 74,800
BSCGT175X10 [175| 10 |25.4]| 24 76,700
BSCGT175X11 175| 11 |25.4| 24 81,200
BSCGT175X12 [175]| 12 |25.4] 24 83,000
BSCGT175X13 [175| 13 |25.4] 24 84,700
BSCGT175X14 |175| 14 |25.4| 24 86,500
BSCGT175X15 |175| 15 |25.4| 24 90,500
BSCGT175X16 |175| 16 |25.4| 24 93,400
BSCGT175X18 |175| 18 |25.4| 24 97,400
BSCGT175X20 |175| 20 [25.4| 24 | 100,700
BSCGT175X22 |175| 22 |25.4| 24 | 115,500
BSCGT175X25 |175| 25 [25.4| 24 | 131,900
BSCGT175X30 [175| 30 |25.4| 24 | 153,200
BSCGT200X05 (200, 5 |25.4| 26 94,200
BSCGT200X06 (200, 6 [25.4| 26 90,800
BSCGT200X07 |200| 7 |25.4| 26 86,200
8
9

BSCGT200X08 |200 25.4| 26 82,000
BSCGT200X09 |200 25.4| 26 87,500
BSCGT200X10 |200| 10 |25.4| 26 88,900
BSCGT200X11 |200| 11 |25.4| 26 | 100,000
BSCGT200X12 |[200| 12 |25.4| 26 | 101,000
BSCGT200X13 |[200| 13 |25.4| 26 | 108,000
BSCGT200X14 |[200| 14 |25.4| 26 | 110,200
BSCGT200X15 |200| 15 [25.4| 26 | 111,600
BSCGT200X16 |200| 16 |25.4| 26 | 114,900
BSCGT200X18 |200| 18 |25.4| 26 | 119,000
BSCGT200X20 |200| 20 |25.4| 26 | 127,400
BSCGT200X22 |200| 22 |25.4| 26 | 144,300
BSCGT200X25 |200| 25 |25.4| 26 | 162,800
BSCGT200X30 |200| 30 |25.4| 26 | 194,900
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x| I
Endmills B ss G outne

OV FRIYARNHYyE—
Brazed Staggered Side Milling Cutters

B (T) DHEsa=
Tolerance of thickness(T)
EH(T) | 8=
Thickness(T) |Tolerance Y 9"‘77n$3*§‘i~ G80 (ﬂﬂﬁﬁ* ﬁ}iﬁ) —6—3—0
~6.0 |10075 The carbide chip material is G80(for both

G0orless | 0 steel and cast iron).
~10.0 |+0.090
0

10.0 or less

~18.0 [+0.110
18.00rless | Q

~30.0 |[+0.130
30.00rless | Q

Drills

Countersinks

Reamers

Lk
TEP25.4 Hole Dia.¢25.4

o 5 % —
Product No. Standard price

Slmmg saWS Product No. 9*% E & W% E;& Standard price
D| T |d|NT ¥ x
75| 4 10

BSSGT075X04 25.4 33,900 BSSGT100X22 |100| 22 |25.4| 12 | 81,800
BSSGT075X05 | 75| 5 |25.4/ 10 | 33,900 BSSGT100X24 |100| 24 25.4| 12 | 87,600
BSSGT0O75X06 | 75| 6 |25.4| 10 | 34,500 BSSGT100X25 |[100| 25 [25.4| 12 | 96,500
BSSGT075X07 | 75| 7 254 10 | 36,900 BSSGT125X04 |125 25.4| 14 | 59,300
8
9

m = ~Ti% size EEEMR

4
BSSGT075X08 75 25.4| 10 36,900 BSSGT125X05 125| 5 |25.4| 14 56,100
BSSGT075X09 75 25.4| 10 41,500 BSSGT125X06 125| 6 |25.4| 14 56,100

7

8

9

BSSGT075X10 | 75 | 10 [25.4) 10 | 41,500 | BSSGT125X07 |125 254/ 14 | 57,500
BSSGTO75X11 | 75| 11 |25.4| 10| 42,300 | BSSGT125X08 |125 254/ 14 | 57,500
BSSGT075X12 | 75| 12 |25.4| 10 | 42,300 | BSSGT125X09 | 125 254/ 14 | 62,200
BSSGT075X13 | 75 | 13 |25.4) 10 | 48,600 | BSSGT125X10 [125| 10 [25.4| 14 | 62,200
BSSGT075X14 | 75| 14 |25.4) 10 | 48,600 BSSGT125X11 [125| 11 [25.4| 14 | 65,800
BSSGTO75X15 | 75 | 15 |25.4) 10 | 49,900| | BSSGT125X12 [125| 12 [25.4| 14 | 65,800
BSSGT075X16 | 75 | 16 |25.4) 10 | 49,900| | BSSGT125X13 [125| 13 [25.4| 14 | 79,400
BSSGT075X17 | 75 | 17 |25.4| 10 | 583,200| | BSSGT125X14 |125| 14 |25.4| 14 | 79,400
BSSGT075X18 | 75 | 18 [25.4| 10 | 53,200| | BSSGT125X15 |125| 15 |25.4| 14 | 80,500
BSSGT075X20 | 75 | 20 |25.4| 10 | 56,900 | BSSGT125X16 |125| 16 |25.4| 14 | 83,800
BSSGTO75X22 | 75 | 22 |25.4| 10 | 77,500 | BSSGT125X18 |125| 18 |25.4| 14 | 90,800
BSSGT075X24 | 75 | 24 [25.4| 10 | 83,000 | BSSGT125X20 |125| 20 |25.4| 14 | 100,400
BSSGTO75X25 | 75 | 25 [25.4| 10 | 91,900 | BSSGT125X22 [125| 22 [25.4| 14 | 106,700
BSSGT100X04 [100| 4 |25.4| 12| 45,700 | BSSGT125X24 |125| 24 |25.4| 14 | 114,900
BSSGT100X05 [100| 5 [25.4| 12 | 42,900 | BSSGT125X25 [125| 25 [25.4| 14 | 127,600
BSSGT100X06 |100| 6 |25.4| 12 | 42,900 | BSSGT150X04 |150 25.4] 16 | 79,400

7

8

9

4
BSSGT100X07 100 25.4| 12 44,900 BSSGT150X05 150 5 |25.4| 16 72,200
BSSGT100X08 100 25.4| 12 44,900 BSSGT150X06 150| 6 |25.4| 16 72,200

7

8

9

BSSGT100X09 |100 25.4| 12 | 48,600 BSSGT150X07 |150 254 16 | 72,200
BSSGT100X10 |[100| 10 [25.4| 12 | 48,600 BSSGT150X08 |150 25.4| 16 | 72,200
BSSGT100X11 |100| 11 |25.4| 12 | 51,900 BSSGT150X09 |150 25.4| 16 | 76,800
BSSGT100X12 |[100| 12 |25.4| 12 | 51,900 BSSGT150X10 |150| 10 |25.4| 16 | 76,800
BSSGT100X13 [100| 13 |25.4| 12 | 60,100 BSSGT150X11 [150| 11 |25.4| 16 | 80,100
BSSGT100X14 |[100| 14 |25.4| 12 | 60,100 BSSGT150X12 |[150| 12 |25.4| 16 | 80,100
BSSGT100X15 [100| 15 |25.4| 12 | 60,100 BSSGT150X13 |[150| 13 |25.4| 16 | 96,500
BSSGT100X16 [100| 16 |25.4| 12 | 63,800 BSSGT150X14 |150| 14 25.4| 16 | 96,500
BSSGT100X17 |[100| 17 |25.4| 12 | 70,400 BSSGT150X15 |150| 15 |25.4| 16 | 100,800
BSSGT100X18 |100| 18 |25.4| 12 | 70,400 BSSGT150X16 [150| 16 |25.4| 16 | 100,800
BSSGT100X20 |100| 20 (25.4| 12 | 74,800 BSSGT150X18 |[150| 18 |25.4| 16 | 110,600
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BSSG

m &

OVRFRIYIRDYE—
Brazed Staggered Side Milling Cutters

d-;f Size *%Eﬁﬂ@

Product No. ﬂﬁ BE#& /FTE }J;& Standard price
i
BSSGT150X20 |[150| 20 |25.4| 16 | 110,600
BSSGT150X22 |150| 22 |25.4) 16 | 128,400
BSSGT150X24 |150| 24 |25.4) 16 | 136,800
BSSGT150X25 |150| 25 |25.4| 16 | 147,400
BSSGT175X05 |175| 5 |25.4| 18 91,000
BSSGT175X06 [175| 6 |25.4| 18 89,700
BSSGT175X07 [175| 7 |25.4| 18 89,700
BSSGT175X08 |175| 8 |25.4| 18 89,700
BSSGT175X09 (175 9 |25.4| 18 97,100
BSSGT175X10 |175| 10 |25.4| 18 99,700
BSSGT175X11 175| 11 |25.4| 18 | 105,300
BSSGT175X12 |[175| 12 |25.4| 18 | 107,800
BSSGT175X13 |175| 13 |25.4| 18 | 110,200
BSSGT175X14 |[175| 14 |25.4| 18 | 112,500
BSSGT175X15 |175| 15 |25.4| 18 | 117,500
BSSGT175X16 |175| 16 |25.4| 18 | 121,400
BSSGT175X18 |[175| 18 |25.4| 18 | 126,500
BSSGT175X20 |175| 20 |25.4| 18 | 130,800
BSSGT175X22 [175| 22 |25.4| 18 | 150,100
BSSGT175X24 [175| 24 |25.4| 18 | 165,900
BSSGT175X25 |175| 25 |25.4| 18 | 171,500
BSSGT200X06 (200| 6 |25.4| 20 | 117,700
BSSGT200X07 (200 7 |25.4| 20 | 111,900
BSSGT200X08 (200 8 |25.4| 20 | 106,300
BSSGT200X09 |200| 9 (25.4| 20 | 113,700
BSSGT200X10 |(200| 10 |25.4| 20 | 115,500
BSSGT200X11 200| 11 |25.4| 20 | 131,400
BSSGT200X12 (200 12 |25.4| 20 | 131,400
BSSGT200X13 |[200| 13 |25.4| 20 | 143,000
BSSGT200X14 (200 14 |25.4| 20 | 143,000
BSSGT200X15 |[200| 15 |25.4| 20 | 145,000
BSSGT200X16 (200 16 |25.4| 20 | 149,300
BSSGT200X18 |200| 18 |25.4) 20 | 154,600
BSSGT200X20 |200| 20 [25.4| 20 | 165,600
BSSGT200X22 |200| 22 |25.4| 20 | 187,500
BSSGT200X24 |200| 24 |25.4| 20 | 207,300
BSSGT200X25 |[200| 25 |25.4| 20 | 211,600

< [Okazaki

RABRR YARARETE
Table of Boss diameter Table of Side Cutting length
HE oz YARARE oS
#D BT oD |Side Cutinglongh IVRIN
®75 042 ®75 7.5
®»100 »46 ®»100 7.5
»125 »50 »125 9.5
150 | 55 ?150 95 D24
®175 »58 ®175 9.5
»200 ®»60 »200 11.5
[i:11:D)
)—=
*8)—
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BiTEE  Data

ﬁﬁ?ﬂﬁ%i@ Hardness Conversion Table

EvA=2 | o 5 R So00Ke Sk lee s S SRS
a3 Brinell handness 3000kgf Va3 7mES GE{LHE)
Diamond Pyramid AZor=)b | CR&=Jb | DRu—JL | S (MPa)
hardness numoer, TEHETR WC WE60kg | 7E 150kg | FE 100kg | "M approx tensie
Vickers Standerd 10mm ball | Tungsten carbide 10mm ball A scale 60kg Brale C scale 150kg Brale D scale 100kg Brale strength
Hv HB HB HRA HRC HRD Hs o
1860 929 80
1710 91.9 78
1560 90.9 76
1400 89.6 74
1240 882 72
1080 86.9 70
940 85.6 68 76.9 97
900 85.0 67 76.1 95
865 (759) 84.5 66 754 92
832 (739) 83.9 65 74.5 91
800 (722) 834 64 738 88
772 (705) 82.8 63 730 87
746 (688) 82.3 62 72.2 85
720 (670) 81.8 61 715 83
697 (654) 81.2 60 70.7 81
674 (634) 80.7 59 69.9 80
653 615 80.1 58 69.2 78
633 595 79.6 57 68.5 76
613 577 79.0 56 67.7 75
595 560 785 55 66.9 74 2075
577 543 78.0 54 66.1 72 2015
560 525 774 53 65.4 71 1950
544 (500) 512 76.8 52 64.6 69 1880
528 (487) 496 76.3 51 63.8 68 1820
513 (475) 481 75.9 50 63.1 67 1760
498 (464) 469 75.2 49 62.1 66 1695
484 451 455 74.1 48 61.4 64 1635
471 442 443 74.1 47 60.8 63 1580
458 432 432 73.6 46 60.0 62 1530
446 421 421 731 145 59.2 60 1480
434 409 409 725 44 585 58 1435
423 400 400 72.0 43 57.7 57 1385
412 390 390 715 42 56.9 56 1340
402 381 381 70.9 41 56.2 55 1295
392 371 371 704 40 554 54 1250
382 362 362 69.9 39 54.6 52 1215
372 353 353 69.4 38 53.8 51 1180
363 344 344 68.9 37 53.1 50 1160
345 336 336 68.4 36 52.3 49 1115

¥ EEROBERIE, #OOY 7YV CAr—IVBESICXTHELEREEEZRLAZLDTT,

This Conversion Table shows approximate conversion values for the Rockwell hardness C scale of steel.
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BEAT3RHHBVTHVRINDOTESFSE

Dimensional tolerance for holes in common fits

(BT unit: o m)

A ROREES SR
dimensionmn) Crass of geometrical tolerance zone of holes
8z | AT | B Cc D E I G H JS K M N
Above | Below |BT1O| C9 |C10| D8 | D9 |[D10| E7 |E8 |E9Q |F6 | F7 | F8 | G6 | G7 | H6 | H7 | H8 | H9 |H10|JS6|JS7 | KB | K7 | M6 | M7 | N6 | N7
_ 3 +180| +85[+ 100| +34| +45| +60| +24| +28| +39| +12| +16| +20| +8| +12| +6| +10| + 14| +25| +40 +3] +5 0 0| -2 -2 -4 -4
+140] +60[ +60| +20| +20| +20| +14| +14| +14] +6| +6| +6| +2| +2 0 0 0 0 o — B -6/ —10] -8 —12] - 10| — 14
3 6 + 188+ 100+ 118| +48| +60| +78| +32| +38| +50| +18| +22| +28| +12| +16| +8| +12| +18| +30| +48 +4] +6 2 3 -1 0| -5 -4
+140| +70[ +70| +30| +30] +30] +20] +20| +20| +10| +10| +10| +4| +4 0 0 0 0 o — -6 -9 -9/ -12[-13 -16
6 10 +208+ 116[+ 138| +62| +76| +98| +40| +47| +61| +22| +28| +35| + 14| +20| +9| +15| +22| +36| +58 +45] +7 2 5 -3 o -7 -4
+150| +80| +80| +40| +40| +40| +25| +25| +25| +13| +13| +13| +5] +5 0 0 0 0 o~ B -7/ -10] —-12] —15[ - 18] - 19
10| 14 |1 2001+ 138+ 165| +77| +93[+ 120 +50| +58| +75( +27| +34 +43| +17| +24| +11/ +18 +27| +43) +70|, 55| 1o 2 8 -4 0 -9 -5
14 | 18 +150| +95| +95| +50| +50| +50| +32| +32| +32| +16| +16| +16| +6| +6 0 0 0 0 o~ -9 —-12| - 15| - 18| —20| - 28
g | == + 2441+ 162+ 194| +98+ 117+ 149 +61| +73| +92| +33| +41| +53| +20| +28| + 13| +21| + 33| +52 +82+B5 +10 6| —4 o -11 -7
24 | 30 + 160+ 110+ 110| +65| +65| +65| +40| +40| +40| +20| +20| +20| +7| +7 0 0 0 0 o~ — =11 =15| = 17| —21| —24| —-28
30 | 40 +270[+ 182[+ 220
+ 1701+ 1201+ 1201+ 119|+ 142|+ 180| +75| +89+ 112| +41| +50| +64| + 25| + 34| + 16| +25| +39| + 62|+ 100 +8| +12 3 71 —4 0 -12 -8
40 | 50 +280[+ 192+ 230| +80| +80| +80| +50| +50| +50| +25| +25| +25| +9| +9 0 0 0 0 0 - -13| - 18| —20| —25| —28| - 33
+ 180[+ 130[+ 130
50 | 65 +310[+ 214(+ 260
+ 1901+ 140+ 140}+ 146[+ 174{+ 220| +90|+ 106|+ 134| +49| +60| +76| +29| +40| + 19| + 30| +46| + 74+ 120 +95| +15 4 9] -5 0 —-14/ -9
65 | 80 + 320[+ 224[+ 270|+ 100+ 100[+ 100| +60| +60| +60| +30| +30| +30| +10| + 10 0 0 0 0 o =% — -15| —21| —24| - 30| - 33| -39
+200[+ 150[+ 150
80 100+360+257+31O
+2201+ 1701+ 170+ 174+ 207|+ 260|+ 107|+ 126|+ 159| +58| +71| +90| +34| +47| + 22| + 35| +54| +87|+ 140 +11] +17 4 10| -6 0] —16/ — 10
100 120+380+267+320+120+120+120 +72| +72| +72| +36| +36| +36| +12| +12 0 0 0 0 o] — - —-18| —25| —28| — 35| — 38| —45
+240[+ 180[+ 180
HRPDEERT, LRAIOKIBEE EOTHEFEE. TRIOHBEE TOTEFESEZTRI .
Values shown in upper portion of respective lines are upper dimensional tolerance,while values shown in lower portion of respective lines are lower dimensional tolerance.
WEAT3REHHVTHVNDEHDTEZFEZ  Dimensional tolerance for shafts in common fits (B8 unit: 0 m)
%3 X —
pel HORER 52
dmensionn) Crass of geometrical tolerance zone of shafts
wEZ | LT[ D o} d e f g h is Kk m n p r
Above | Below | b9 | C9 | d8 | d9 | e7 [ eB [ e9 | f6 | f7 | f8 | g5 | g6 | hE5 | h6 | h7 | h8 | h9 |js5 |js6 [ js7 [ kb | k6 | m5 | m6 | n6 | p6 | 6
_ 3 —140| —60| —20| —20| — 14| - 14| - 14| -6/ -6/ -6/ -2/ -2 0 0 0 0 0 +o| +3| +5 +4/ +6| +6| +8 +10| +12| +16
- 165 —85| —34| —45| -24| -28) —-39| - 12| —16| -20| -6/ —-8] -4 -6| -10| —14 -25 — - 0 O +2| +2| +4] +6| +10
3 6 —140| —70| —30| —30| -20| —20| —20| — 10| —=10| = 10| —-4| -4 0 0 0 0 0 +05| +4| +6 +6| +9| +9| +12| +16| +20| +23
—170/-100| —48| —-60| -32| —38| —50| — 18| —-22| —28| —-9| —-12| -5 =8| —12| =18/ =30 — ™ - +1] +1] +4] +4] +8/+12[ +15
6 10 —150| —80| —40| —40| -25| —25| —-25| - 13/ - 13| =13 -5 -5 0 0 0 0 0 +3/+45 +7 +7| +10] +12| + 15| + 19| +24| +28
- 186~ 116| —62| —76| —40| —47| —61-223| —-28| =35/ — 11| —14| -6| —-9| —-15| -22/ -36 ~ |~ ™ +1] +1] +6] +6[ +10 +15 +19
19| 14 —150| —95| —50| —50| —-32| —-32| —-32| - 16| - 16| —16| —-6| -6 0 0 0 0 +4/+55 +9 +9 +12| +15| +18| +23| +29| + 34
14 | 18 —193|-138| - 77| —93| —50| —59| —75| —27| —34| —43| - 14| =17 -8/ - 11| =18 —=27| —43 ~ 7|~ +1 +1] +7| +7| +12] +18| +23
| == — 160/ 110| —65| —65| —40| —40| —40| —20| -20| —20| -7 -7 0 0 0 0 0 +45 +65| + 10 +11) +15| +17| +21| +28| +35| +41
24 | 30 -212/-162| -98/-117| —-61| —73| -92| —33| —41| -53| - 16| -20| -9 - 13| —21| —=33 -62| ~ ™ - +2 +2| +8| +8| +15 +22 +28
30 | 40 - 170|120
—-232|-182| —80| —80| —50| —50| —50| —25| —25| =25 -9 -9 0 0 0 0 0 +55 +8| +12 +13] +18| +20| +25| + 33| +42| +50
— 180 130|- 119]- 142| — 75| —89|-112| —41| —-50| —64| —20 —25| — 11| =16 —25| -39 -62| =~ e +2 +2| +9| +9| +17| +26| + 34
40 | 50
—242|- 192
50 | 65 —190|- 140 +60
— 264/~ 214|- 100|- 100| - 60| —60| —60| —30| —30| -30| - 10| - 10 0 0 0 0 0 +65/+95| +15 +15| +21| +24| +30| +39| +51| +41
65 | 80 — 200[- 150|- 146|- 174| —90|- 106|- 134| —49| —60| —76| —23| —29| — 13| —19| —30| —46| - 74| ~ - +2 +2] +11] +11] +20] +32| + 62
- 274|- 224, +43
80 100—220—170 +73
—-307|-257-120]-120| —72| —72| —72| —36| —36| —36| —12| —12 0 0 0 0 0 +75 +11 £17 +18| +25| +28| +35| +45| +59 +51
— 240[- 180|— 174|- 207|- 107|- 126~ 1569| —58| —71| —90| —27| —34| — 15| —22| —35| —54| -87| ~ ** +3 +3| +13] +13| +23| +37| +76
1001120557 267 +54

KERADFEKRT, LAIOKERF LOTEFEE. TAIOKERF TOTEFEEETRT .

Values shown in upper portion of respective lines are upper dimensional tolerance,while values shown in lower portion of respective lines are lower dimensional tolerance.

W75 A AJT  Dimensions for cutter bores

Az ()(— F)b%) A type(meter size system)

B («>F3) Btype(inch size system)

(B unit © mm)

J\#Z£d Bore Dia. F—iBDIZRE E  Depth ot key wey | =—3EDWE F_ Width of key way £ BONH J\4Z d _Bore Dia. F—BDRE E Depthofkey way | F=—3EDME F_ Width of key way S EONH
AR sPEE AR SrEE EAER sPEE Rnund;less of key wayr AR FrEE EAER EPEE AR EPERE | pyngressof key wayr
Standard dimension | Tolerance | Standard dimension [ Tolerance | Standard dimension |  Tolerance Standard dimension |~ Tolerance | Standard dimension | Tolerance | Standard dimension |  Tolerance
8 + 0.015 8.9 2 +0.16 0.4 12.7 +0.018 14.2 2.39 0.5
10 o 11.5 3 + 0106 0.4 15.875 o 17.7 3.18 4031 0.8
13 +0.018 14.6 3 0.6 19.05 20.9 3.18 ) 0.8
16 o 17.7 + 0.25 4 0.6 22.225 +0.021 24.1 3.18 +0.13 0.8
19 21.1 o 5 | ro19 1 25.4 ° 28 6.35 12
22 +ooa 24.1 6 +oo7 1 o195 amo Son | +032 ]
27 29.8 7 + 023 1.2 ) + 0.025 ) ) +0.14
32 + 0.025 34.8 8 + 0:08 1.2 38.1 (o] 42.3 + o025 9.52 1.6
40 0' 43.5 10 1.2 44.45 49.5 O. 11.12 1.6
50 53.5 12 1.6 50.8 55.8 12.7 1.6
60 +0.030 64.2 + 03 14 + 0.275 1.6 63.5 + 8‘03 69.4 15.87 1.6
70 0' 75.0 O- 16 + 0.095 2 76.2 82.9 19.05 + 0.89 2.4
80 85.5 18 2 88.9 + 0035 98.8 22.22 + 0.25 2.4
100 + 0.035 107.0 o4 + 0.32 o5 101.6 o 111.5 25.4 2.4
o] +0.11 114.3 125.8 28.58 3.2
# ERRIE. JIS/\Y KT vo [TAl &bHEHLIEBDTT, - +0.04 1401 3175 2o
The above is the one having excerpted it from JIS handbook. (8]
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BTEE  Data

B v ORAR  Shank Shape
E—ILAT—=I\Y v IDTE

Size of Morse Taper Shank

lé._g_é
G 1o —
QX z
a 21 |
82 |
=S
( _ ( r 3
0 N
w/les s
=274 A s
Morse Taper Shank of tang (&6 unit : mm)
- - F—J)\EB  Taper FV I8 Tang
¥ No| T—I\
\ i E#ER (D) BERE(1) |YrV)0RE(82) 57901 b) §II0RE )
MTNo. | Cumpard it Taer D?;. & D1 dal StandardLIength Shanklecngth dz Width of;ng © Lengthof%ang R ¥
0 1:19212 | 9.045 3 9.201 6.104 56.5 59.5 6 3.9 6.5 10.5 4 1
1 1:20.047 | 12.065 35 12.240| 8.972 62 65.5 8.7 5.2 8.5 135 5 1.2
2 1:20.020 | 17.780 5 18.030| 14.034 75 80 135 6.3 10 16 6 1.6
& 1:19.922 | 23.825 5 24.076|19.107 94 99 18.5 7.9 13 20 7 2
4 1:19.254 |31.267 6.5 31.605(25.164| 1175 124 24.5 11.9 16 24 8 2.5
5 1:19.002 | 44.399 6.5 44741 136.531| 1495 156 35.7 15.9 19 29 10 3
6 1:19.180 | 63.348 8 63.765|52.399| 210 218 51 19 27 40 13 4
2
=
—————— — ©
E j_;[
TEDY vV IMAEEE
Square Tang of Shank (8 unit : mm)
YpYUE(d) | mEHOEK) | B0R0)| | YeYoE (d) | mERoE ) (B | YeYoRd) | mEHBoRE (K) | mEEED
Shank Dia. Width Length Shank Dia. Width Length Shank Dia. Width Length
ZHZ | LT |BEDE| aE |BETE| | ER | UT  |BEDE HBRE (BETE| | B8R | UT (|BETA| FFEE BEYE
Excess Less Dimension | Tolerance | Dimension Excess Less Dimension | Tolerance | Dimension Excess Less Dimension | Tolerance | Dimension
2 2.15 1.6 5 8.6 9.5 7 10 35 39 29 32
215 | 24 1.8 5 95 |107 | 8 |_Q,[ 1 39 43 | 32 35
2.4 2.7 2 5 10.7 12 9 12 43 47 35 38
2.7 2.95 2.2 5 12 1815 10 13 47 51 38 42
2.95 3.35 2.5 5 13.5 14.7 11 14 51 55 41 44
3.35 3.78 2.8 6 14.7 16 12 15 55 61 46 50
3.78 4.3 3.2 0 6 16 17.2 13 0 16 61 67 50 _ %_2 52
43 | 47 35 | —0.1 6 172 | 187 14 |—015) 17 67 72 54 58
4.7 54 4 7 18.7 20.2 15 18 72 77 58 62
54 6 45 7 20.2 23 17 20 77 84 63 66
6 6.7 5 8 23 25.5 19 22 84 89 67 70
6.7 7.3 5.5 8 25.5 28 21 24 89 95 71 75
73 | 8 6 9 28 | a1 23 | _8,[ 26 95 | 100 | 77 80
8 8.6 6.5 9 31 35 26 30
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MR DRDTS

(1) tDELEE (V) &[EEEER (N)  Ccutting speed(V) and spindle speed(N)
YERRE (FRBER) (V) G —RICTEMESHEM OEETRED T T, TEMERIICIEHER. & 1 DHERCEVET,

N : [El#521 min-1

(F 1) MIEFILIELRE (V) (Table. 1) Cutting speed by material grade N:Spindle speed, min-1
V : YIHEIERE m/min
J\A 2 (SKH51 1845) o . /1 .
High Speed steels(SKH51) V =15 ~ 25m/min N = 1000 X V V:Cutting speed, m/min
. /R

MCO (2L hESEES) ~ . n XD D : X#& mm
MCO(Cobalt high speed steels) 15~ 30m/min D:Outside diameter, mm
1818 . mFHEE (3.14)
Cemented carbide 30~ 60m/min 1T :Ratio of circumference of a

circle to its diameter(3.14)

WHIM DWHIEDNRWES. 1D AFDIEVNES. tIHAZ I ERATEDESFTHEIREZEHICRUT T,
RHIED TR EEF. PRISGEVMEN SRS — T DDHEETT,

EERE (N) (&, YIHREEERT D TEOIED S ERICKDEHELE Y, fHFahENYF—LEETHE. &K
BRZEEECFHEULTTEL,

i, ARICBESNEIREROBEGEIE. #HRYEIREOFBEICOVTER ULIZBDTY,

(2) EDZEE (F) &1 HHDED (f) Feed speed(F)and feed per tooth(f)

EZEBER(E, T—TILDEDRE (F) TRFEDFTIH. YIHIKMEE 1 AHDIED (f) ZEICEDHFT. TEDK
TE MRENE). I, HEMORHEIME, INTEE. BB EZZEEBLTRELET,

K2 ZHRZEULTRUFTH., HEROETIEPLIVRD/NESVIER., AT —BHINTVESOTR— MNERDILL S
BIFEETIE, INEDIC, FEAPRIUVATIEREDICHELTTEL,

(F2) 1 HZHDIED (f) (Table. 2) Feed per tooth(f) F: ¥05%E mm/min

I e F:Feed speed, mm/min
W — _ M7 A S
Side milling cutters f=0.03~0.06 — f 1 XHDED mm/tooth
F=fXZXN f:Feed per tooth, mm/tooth
FEIYA RAvy— 0.06~0.10
Staggered side milling cutters ) : Z A
XZIY— 0.02 ~0.04 Z:Nummber of teeth
Metal slitting saws ) . N : [E#E528 min-1

N:Spindle speed, min-1

(3) thAFH  Depth of cut
AFE. BERRVICIEFEDRKORETETREDFT, LULBZYEIT I55(E. EHOSEIrEEZZERICANT.
HAHZINELL ULE T, XFIVY—ETEEVHIICEDESE. TEICEBIEADNEDSEVNLDS. THIREEZED
RBEZZEZDHICLTTREL,
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J—TIIZICDWNT

U—XIE. 5D U RUILPTUVREETHIFSNNZED LT FEORWNRICH LT
D2IBETY . U—VMIICBWVWT. FeeDRZH SH USRI DUEN DD T,

OERENBELEFNE(RE) LEESE

@OHIM & Z DIES

OMIYDINDRARERE
@INTICERY e, (R TR IEIR. & LU IHKE
OMINUELINDEE

LEEDFRZZERBUC LT, ZOMIICELREY -V ITEEYHIRGZRET DUENSH DX
I UD L. U—VZEAL. RBDERL LZODMIREZRLS L LBEE. LEE@OO0D
ERRIEICKD BEHEH T 2BEHZVONIRIRTT .

HFIC, UV I EDRHHETHBEICHT 2 —IRNEEZFZRNE T DT, FAERREICIN
UCT. @B -V TR EYHIRGOEE CRILTTVEREVERNE T,

U—VMITHLETEESHRLEDDE. JHIE. ABAINTOINZU VT (BE)DRICKD
BDTIHARKIEBIT D HRPHRODENZRLET

OEH(R SL—BMA)
- BRBD—RICERETSNTVETD,
- BIfEBEDBS T R\ A SILAIICLRZHT T,

L @2/5150L0 N
BRI =Y Y IBRDAE AERT BTt —BICEES AL LET .
(BL.\=y VI BRIAET ¥ B RPN AR L CEES OBLbEE Y
<IEDET)
 F—BD& S GO RENBDRICFEHTT
ERILEERILDBOET (VTN EX)
() E*IL
BRI (Y Y IRRIAE O EFERESREELET,
- GIHIFED DS BIE8. FA LB < RSV HEIH CHED D FT
- FRDEN S TV HIBE . ZOMND [CHONETT,
(@EHIL
- BURABBFICIE B0 AL BHAZE < BOREIMICHEN B F T,
0 < FEDEHTHEIHERAT B0, DT TOBAICEL TS
- TN S TNBIBE . R BN G D F T

L 9T EOREDDH)
 IEDTITOR. FROEE £TU—IMINTETT.
- FRHEN > TV BB THREERNIBD T
 BEDERD LADHE. RIFPENEE ST VDO TERDUETT
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B V-<iIgoft bk

eccccccccoce

FERENBDNDRELELT RB—MMICAVSNTLDDIE JISTRESNTWVSD H7RE
T ZDHZEIEATHI—YDOARREIEIMEREDN—ARNTI, (FELKR-158R: JISTRIR)

BU. #HIA D4 FINDIRRE STHISE S, U— R U—VEID RO IRNFICLD, 7D
K Fleld i) 9255080 FULBHEKEDDNREARICE ENDIRTEHOE B A

K-1.EOSVDTEHFEEEY I RE

Table-1. Dimensional tolerance for holes and Reamer tolerance (BAfif unit: um)
T_I'ffrb’ﬁj\(mm) TUNE U—N=
&';zsri‘:ico"ﬁi?r?"% Dimensional tolerance for holes Reamer tolerance
ZBA | LR H7 H8 m5
Above Below

_ 3 +0.010 +0.014 +0.006
0 0 +0.002

3 6 +0.012 +0.018 +0.009

0 0 +0.004

6 10 +0.015 +0.022 +0.012

0 0 +0.006

10 18 +0.018 +0.027 +0.015
0 0 +0.007

+0.021 +0.033 +0.017

E 20 0 0 +0.008
+0.025 +0.039 +0.020

20 2 0 0 +0.009
+0.030 +0.046 +0.024

2 20 0 0 +0.011
+0.035 +0.054 +0.028

20 l=n 0 0 +0.013

B Vst tEREOER

00000000000000000000000000000000000000000 eececoccccccce

U—VERTIE AP IERFAICKID B EFTHIRGDOEENE UL KL ICHUT
ABDUEELEDT T AN ERG ZEELE I DT BREVTIERLIZE L. (R-2)

x-2.U—VRHER(EP5~20)

Table-2. Reamer conditions table (hole diameter ¢ 5-20)

iﬁﬁﬁ U — Carbide Reamers ] \'( A U — High speed steels Reamers
) TOMER | giEERE | U— @EQE%% BIHbERE | U— @%?%FTE
Work materials Tgfnﬁglrégv Cutting S;.)eed Stock amount Exp(’ecte d‘value Cutting S[')eed Stock amount Exp;,cte d‘value
(m/mm) (mm) of Surface (m/mm) (mm) of Surface
roughness roughness
— ARSI sl ) K| g~20 | 02~03 | 1258 | 5~12 | 02~03 | 1258
BRFRE Gt oo A 110~20|02~03 | 63s | 3~10 | 02~03 | 1258
B Aoy steels N ~ N — -
DSCM SUJ e 7~ 15| 02~03 6.3S 3~6 0.2~0.3 12.5S
:|:E ﬁﬂ Tool steels x _ N - ~
K SKD Wien 5~15 | 02~03 6.3S 3~4 02~0.3 6.3S
~ X ~ ~ ~ ~
= 28HRC W 5~ 15 |0.15~025| 6.3S 3~4 |0.15~0.25 6.3S
Hardened steels - ;J\ ~ - - - -
40HRC Mo 5~10 | 0.1~02 6.3S
FHk castiron N — N — -
FCFCD Wi 7~ 15 | 02~03 6.3S 4~8 02~0.3 6.3S
ez B i) 5~15| 02~03 | 63S | 3~4 | 02~03| 6.3S
Narrow ) i i i ) i
B M 115~30| 02~03 | 32S |10~20| 02~03 | 6.3S
§ arrow
$FE5E Copper Aloys W?d(en 10~25 | 02~0.3 6.3S 8~15 | 02~03 6.3S
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CSRF,CCRF,CERSF,CERF:

H#ESZLTHISRIE Recommended Drilling Conditions for CSRF,CCRF,CERSF,CERF

A bty e e FRETER o e oy
U S45C,S500 FCFCOSOMSKD | (30~ 40HRC) (~ 50HRC)
BIHIRRE cutting Speed 10~30m/min 10~35m/min 10~30m/min 5~20m/min 5~15m/min 5~15m/min
TR U—< ED =D =D =D =D E=D
Dia. Removal Amount Feed Feed Feed Feed Feed Feed
(mm) (mm/Dia.) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
3 0.1 ~0.2 0.05 ~ 0.1 0.05~0.12 0.05~ 0.1 0.03 ~ 0.08 0.03 ~ 0.08 0.03 ~ 0.08
4 0.1 ~0.2 0.05 ~ 0.1 0.08 ~0.15 0.05~ 0.1 0.05~ 0.1 0.05~ 0.1 0.05~ 0.1
5 02~0.3 0.05~0.12 0.1 ~0.15 0.05~0.12 0.05~0.12 0.05~0.12 0.05~ 0.1
6 02~03 0.08 ~0.15 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15 0.08 ~0.15 0.05 ~ 0.1
8 02~0.3 0.1~0.2 0.1~03 0.1~0.2 0.1~0.2 0.08 ~0.15 0.08 ~0.15
10 02~0.3 0.1 ~03 0.15~0.3 0.1 ~0.3 0.1 ~0.3 0.1 ~0.2 0.1 ~0.2
12 02~0.3 0.15 ~0.35 02~04 0.1 ~03 0.1 ~0.3 0.1 ~0.25 0.1 ~0.3
A1) EDNROEAEZINLIT 215G, EDEREZ LEERD 1/3 LTFICFFTLEEL, (CER)
Please lower the feed speed to 1/3 or less in the above-mentioned table when you process the bottom of the stopping hole.(CER)
E2) TURSUEDIRMNNET T, ITRSIFRSHERLEEL, (CER)
The cutting edge length more than the hole depth is neccessary. Please can firm the processing depth well.(CER)
CPRSF,C PR F : #EIBEHISRSE Recommended Drilling Conditions for CPRSF,CPRF
A Eatgeing | e FRETER orgn e oy
Work Matrial $45C,550C FCFODSCMSKD | (30~ 40HRC) (~ 50HRC)
GIHIERE cutting Speed 10~30m/min | 10~35m/min | 10~30m/min 5~20m/min 5~15m/min 5~15m/min
TR U—< ED =D =D =D =D =D
Dia. Removal Amount Feed Feed Feed Feed Feed Feed
(mm) (mm/Dia.) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
3 0.1 ~0.3 0.05 ~ 0.1 0.05~0.12 0.05~ 0.1 0.03 ~ 0.08 0.03 ~ 0.08 0.03 ~ 0.08
4 0.1 ~0.3 0.05 ~ 0.1 0.08 ~0.15 0.05~ 0.1 0.05~ 0.1 0.05~ 0.1 0.05~ 0.1
5 0.15~ 0.6 0.05~0.12 0.1 ~0.15 0.05~0.12 0.05~0.12 0.05~0.12 0.05~ 0.1
6 0.15~0.7 0.08 ~0.15 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15 0.08 ~0.15 0.05 ~ 0.1
8 0.15~0.9 0.1~02 0.1~03 0.1~0.2 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15
10 0.15~0.9 0.1 ~03 0.1 ~03 0.1 ~0.3 0.1 ~0.3 0.1 ~0.2 0.1 ~0.2
12 0.15~1.0 0.15 ~ 0.35 02~04 0.1 ~0.3 0.1 ~0.3 0.1 ~0.25 0.1 ~0.3

A1) U—TERRERE PR C KD BEVHIREOEENZE LLDT. BEEBIUETT,

Because the change of the cutting condition is remarkable because of the use machine and the working condition, it is necessary to adjust the reamer work properly.

CSR : #EREDEISR{F Recommended Cutting Condition for CSR

I — SR R 5% - o2 SAE M Hardened Steels AT L 24 T}DE_:'jL\‘éiﬁ
Work Material Structural Steels Carbon Steels Cast Iron, Alloy Steels ( 30 ~ 40HR C) (~ 50HR C) Stainless Steels Aluminum Alloys
55400 545C,550C FC,FCD,SCM,SKD A2024,A7075
BIHIERE cutting Speed 8~20m/min | 9~15m/min | 8~15m/min | 5~12m/min | 5~10m/min | 5~10m/min | 15~22m/min
HE J—=1E =D ED =D *=b =D =D pe.do)
Dia. Removal Amount Feed Feed Feed Feed Feed Feed Feed
(mm) (mm/Dia.) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
2 0.1 ~0.2 0.05 ~ 0.1 0.05~0.1 0.05~0.1 0.02 ~ 0.05 0.02 ~ 0.05 0.02 ~ 0.05 0.1 ~03
4 0.1 ~0.2 0.05 ~0.1 0.08 ~0.15 0.05~0.1 0.05~0.1 0.05 ~0.1 0.05 ~ 0.1 0.1 ~0.3
6 02~03 0.08 ~0.15 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15 0.08 ~0.15 0.05 ~ 0.1 0.1 ~03
8 02~03 0.1 ~0.2 0.1 ~03 0.1 ~0.2 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15 02~04
10 02~03 0.1 ~03 0.1 ~03 0.1 ~0.3 0.1 ~0.3 0.1 ~0.2 0.1 ~0.2 02~04
12 02~03 0.15~0.35 02~04 0.1 ~0.3 0.1 ~0.3 0.1 ~0.25 0.1 ~03 0.3~05
14 02~03 0.15~0.35 02~04 0.1 ~0.3 0.1 ~0.3 0.1 ~0.25 0.1 ~03 03~05
16 03~05 02~04 03~05 02~04 0.15~0.35 0.1 ~03 0.15~0.35 03~05
18 0.3~0.5 02~04 0.3~0.5 02~04 0.15~0.35 0.1 ~0.3 0.15 ~0.35 0.3~0.5
20 0.3~05 03~05 0.3~05 0.3~05 02~04 0.15~0.35 02~04 0.3~0.6

E 1) U—VERISERAEM P ERERGC KD EEVHIRGOEEHZELLD T, BEREBIVETT,
Because the change of the appropriate drilling condition is remarkable because of working condition and the machine tool used, it is necessary to adjust the reamer processing properiy.

CPRS,CPR, BCPR ! HELBHTIRISE{S Recommended Drilling Conditions for CPRS,CPR,BCPR

- —ARABEE PR ik - S EE ] AFUUZE | T7IE=ULES
Tt Structural Steels Carbon Steels Cast Iron, Alloy Steels Hardened Steels Steels Aluminum Alloys
55400 545C,550C FCFCD,SCMSKD | (30 ~ 40HRC) (~ 50HRC) SUS304 A2024,A7075
ENEIEREE cutting Speed 8~20m/min | 9~15m/min | 8~15m/min | 5~12m/min | 5~10m/min | 5~10m/min | 15~22m/min
AR U—<f =D ED XD ED ED XD ED
Dia. Removal Amount Feed Feed Feed Feed Feed Feed Feed
(mm) (mm/Dia.) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
4 0.1 ~03 0.05~0.1 0.08 ~0.15 0.05 ~0.1 0.05~0.1 0.05~0.1 0.05 ~0.1 0.1 ~0.3
6 0.15~0.7 0.08 ~0.15 0.1 ~02 0.08 ~0.15 0.08 ~0.15 0.08 ~0.15 0.05~0.1 0.1 ~0.3
8 0.15~0.9 0.1 ~0.2 0.1 ~0.3 0.1 ~0.2 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15 02~04
10 0.15~0.9 0.1 ~0.3 0.1 ~0.3 0.1 ~0.3 0.1 ~0.3 0.1 ~0.2 0.1 ~0.2 02~04
12 0.15~1.0 0.15~0.35 02~04 0.1 ~0.3 0.1 ~0.3 0.1 ~0.25 0.1 ~0.3 0.3~05
16 0.15~1.0 02~04 0.3~05 02~04 0.15~0.35 0.1 ~0.3 0.15~0.35 0.3~05
20 02~15 0.3~05 0.3~05 0.3~05 02~04 0.15~0.35 02~04 0.3~0.6
25 02~18 0.3~06 0.3~0.6 0.3~05 0.3~05 02~04 0.3~05 0.3~0.8
30 02~18 0.3~06 0.3~0.8 0.3~0.6 0.3~05 0.3~05 0.3~06 0.3~0.8

A1) U—ERIEEREMOERER M C K DBEEVEIREDOEFNE LLDT, BEREENUECTTY,

Because the change of the cutting condition is remarkable because of the use machine and the working condition, it is necessary to adjust the reamer work properly.
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CcC R,CH R ,C HR S, BCCR (T) s BCHR: HESRLTEISR{F Recommended Cutting Conditions for CCR,CHR,CHRS,BCCR(T),BCHR

— — RIS pes &% - a2l W AFULRAE |FIE=OLER
] Structural Steels Carbon Steels Cast Iron, Alloy Steels Hardened Steels Steels Aluminum Alloys
55400 545C,S50C FCFCD.SCM,SKD | (30 ~ 40HRC) (~ 50HRC) SUS304 A2024,A7075
BIHIERE cutting Speed 8~20m/min | 9~15m/min | 8~15m/min | 5~12m/min | 5~10m/min | 5~10m/min | 15~22m/min
g -3 ED ED ED ED XD XD ED
Dia. Removal Amount Feed Feed Feed Feed Feed Feed Feed
(mm) (mm/Dia.) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
4 0.1 ~02 0.05 ~0.1 0.08 ~0.15 0.05~0.1 0.05~0.1 0.05~0.1 0.05 ~0.1 0.1 ~0.3
6 02~0.3 0.08 ~0.15 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15 0.08 ~0.15 0.05 ~0.1 0.1 ~0.3
8 02~0.3 0.1 ~0.2 0.1 ~0.3 0.1 ~0.2 0.1 ~0.2 0.08 ~0.15 0.08 ~0.15 02~04
10 02~03 0.1 ~0.3 0.1 ~0.3 0.1 ~0.3 0.1 ~0.3 0.1 ~0.2 0.1 ~0.2 02~04
12 02~0.3 0.15~0.35 02~04 0.1 ~0.3 0.1 ~0.3 0.1 ~0.25 0.1 ~0.3 0.3~05
16 0.3~05 02~04 0.3~05 02~04 0.15~0.35 0.1 ~0.3 0.15~0.35 0.3~05
20 0.3~05 0.3~05 0.3~05 0.3~05 02~04 0.15~0.35 02~04 0.3~06
25 0.3~0.6 0.3~0.6 0.3~0.6 0.3~05 0.3~05 02~04 0.3~0.5 0.3~0.8
30 0.3~0.6 0.3~0.6 0.3~0.8 0.3~06 0.3~05 0.3~05 0.3~0.6 0.3~0.8

E ) U—VEERR R ERRG (C K D BEEVRIRGEOZFHNZLLIDO T, BERBIUETT,

Because the change of the cutting condition is remarkable because of the use machine and the working condition, it is necessary to adjust the reamer work properly.

C E R S, C E R y BC ER , C EO R : #E3BEHISR{E Recommended Cutting Conditions for CERS,CER,BCER,CEOR

— — RIS R &% - S%i EIEE ] AFVUZE | PIE=OLER
Work Material Structural Steels Carbon Steels Cast Iron, Alloy Steels Hardened Steels Steels Aluminum Alloys
55400 S45C,550C FCFCD,SCM,SKD | (30 ~ 40HRC) (~ 50HRC) SUS304 A2024,A7075
ENEIEREE cutting Speed 10~25m/min | 10~30m/min | 8~25m/min | 5~18m/min | 5~12m/min | 5~15m/min | 15~40m/min
AE J—=1E XD ‘D ED ED XD =D =D
Dia. Removal Amount Feed Feed Feed Feed Feed Feed Feed
(mm) (mm/Dia.) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
4 0.1 ~0.2 0.05 ~0.1 0.05 ~0.1 0.05 ~0.1 0.03 ~0.08 0.03 ~0.08 0.03 ~0.08 0.1 ~0.2
6 0.1 ~0.25 0.05 ~0.1 0.05 ~0.1 0.05~0.1 0.05 ~0.1 0.03 ~0.08 0.05 ~0.1 0.1 ~0.2
8 0.1 ~0.25 0.1 ~0.25 0.1 ~0.25 0.08 ~0.2 0.05~0.15 0.05 ~0.1 0.08 ~0.2 0.15~0.3
10 0.1 ~0.3 0.1 ~0.25 0.1 ~0.3 0.1 ~0.25 0.08 ~0.2 0.08 ~0.15 0.08 ~0.25 0.15~0.35
12 0.1 ~0.3 0.15~0.3 0.15~0.35 0.1 ~0.25 0.08 ~0.2 0.08 ~0.15 0.1 ~0.3 02~04
16 02~04 0.2~0.3 0.2 ~0.35 0.15~0.3 0.1 ~0.2 0.1 ~0.2 0.1 ~0.3 02~04
20 0.3~05 02~05 0.3~0.6 02~05 0.15~0.3 0.15~0.25 0.15~0.5 0.3~06
25 0.3~05 02~05 0.3~0.6 02~05 0.15~0.3 0.15~0.25 0.15~05 0.3~06
30 0.3~06 0.3~06 0.3~0.8 0.25~0.6 02~04 0.15~0.3 0.25~0.6 04 ~0.8

A1) IEDROEEZNLIT 5158, EDEEZ LELRD 1/3 IFICFFTLEEL,
Please lower the feed speed to 1/3 or less in the above-mentioned table when you process the bottom of the stopping hole.
A 2) TURSLEOARNMETT, ILTRSIFRBHEREET L,
The cutting edge length more than the hole depth is neccessary. Please can firm the processing depth well.
& 3) U—VIERIERAEM D EERMG C K DBEVHIRGOZEFHZELLIDT,. BERENUNETT,
Because the change of the cutting condition is remarkable because of the use machine and the working condition, it is necessary to adjust the reamer work properly.
E4) CEOR T, #MUTERT 2155, EERiExD &6 5RO 20 ~ 30% up H'AJEET T,

CEOR with oil-coolant can increase 20-30% or more in Cutting-Speed and Feed of above-mentioned table.

CKRH : H#EEREDEISR{F Recommended Cutting Conditions for CKRH

It SAESHM Hardened Steels A1) U=/ EREmYE

Work Material (45 ~ 50HRC) (50 ~ 62HRC) SRERIFIC K D BIEYIHISRF

INEhPNEE c Smmem

BIHIERE cutting Speed 14~20m/min 14~18m/min %g?gg%;}o)—c BE
& U—=fX B ) B ) REE ° .

Dia. Removal Amount Spindle Speed Feed Spindle Speed Feed Because the change of the cutting
(mm) (mm/Dia.) (rpm) (mm/rev) (rpm) (mm/rev) condition is remarkable because of
3 0.1 1500 ~2,100 | 0.04~006 | 1500~ 1,900 | 004~ 006 the use machine and the working

4 0.1 1,100 ~ 1,600 0.04 ~ 0.06 1,100 ~ 1,400 0.04 ~ 0.06 condition, it is necessary to adjust the

5] 0.1 900 ~ 1,250 0.04 ~ 0.06 900 ~ 1,100 0.04 ~ 0.06 reamer work proper|

6 0.1 750~ 1,060 | 0.04 ~ 0.06 750 ~ 950 0.04 ~ 0.06 properly.

8 0.1 550 ~ 800 0.04 ~ 0.06 550 ~ 700 0.04 ~ 0.06

10 0.1 450 ~ 650 0.04 ~ 0.06 450 ~ 550 0.04 ~ 0.06

12 0.1 370 ~ 530 0.04 ~ 0.06 370~ 470 0.04 ~ 0.06

CKRSH,CKRSHM : #EEREIEISRMF Recommended Cutting Conditions for CKRSH,CKRSHM
WA SAEESM Hardened Steels
Work Material (45 ~50HRC) (50 ~ B60HRC) (60 ~ 68HRC)
EIHIEE cutting Speed 15~25m/min 10~15m/min 7~12m/min
&3 —<f [E1EREL xED ks xED ks *ED

Dia. Removal Amount Spinde Speed Feed Spindle Speed Feed Spinde Speed Feed
(mm) (mm/Dia.) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)

3 0.1~0.2 1600 ~ 2650 0.03~0.07 1100 ~ 1600 0.03~0.07 750~ 1300 0.02 ~0.06
4 0.1~0.2 1200 ~ 2000 0.03~0.07 800~ 1200 0.03~0.07 560 ~ 1000 0.02~0.06

5 0.1~0.2 1000 ~ 1600 0.03~0.07 650~ 1000 0.03~0.07 450 ~ 770 0.02~0.06

6 0.1~0.2 800~ 1350 0.03~0.08 550 ~ 800 0.03~0.08 370~640 0.03~0.07

8 0.1~0.2 600 ~ 1000 0.03~0.08 400 ~ 600 0.03~0.08 280~ 480 0.03~0.07
10 0.1~0.2 500 ~ 800 0.04~0.10 300 ~ 500 0.04~0.10 230 ~ 380 0.03~0.07
12 0.1~0.2 400~ 700 0.04~0.10 250 ~ 400 0.04~0.10 180 ~ 320 0.03~0.07
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BIA=ZIL V=X (2/3/58H) (OK O—R) sesmommise

Recommended Milling Conditions for GO-RIKI MILL Series (2/3/5 NT) (OK Coated)

—RHEIE RS - SRR - S - FHEE _.
WAt Structural Steels, Carbon Steels, Alloy Steels, Hardened Steels TAF L 17_'/ L 24
Cast Iron Stainless Steels
Work Material S$5400,S55C,SCM,SK,SKD FC SUS304
~ 30HRC ~ 45HRC ~ B5HRC HhARE
e 80~120m/min| 50~75m/min | 35~50m/min |80~120m/min| 30~50m/min Coniton of miling
aE T || BER | ®b | BERE | X0 | @EH | xb | @EH | X0 | @EH | %D
Prodcll::t Code MiIIir;g Si;e Spindle Speed | Feed Spindle Speed | Feed Spindle Speed | Feed Spindle Speed | Feed Spindle Speed |  Feed
" (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)
1 |28600| 570 19,100/ 290 |12,700| 130 |28,600| 630 |12,700| 250
2 |14,300| 460 | 95500/ 230 | 6400| 80 |14,300| 500 | 6400| 200
3 | 9600| 460 | 6400/ 230 | 4200/ 60 | 9500| 500 | 4,200 200
spT | 4 | 7200 430 | 4800 220 | 3200) 60 | 7200 480 | 3200| 190
A
St | g | 4800 380 | 3200| 190 | 2100/ 60 | 4800 420 | 2,100| 170 o
SPSEE2GA atlEl
8 | 3600 360 | 2400/ 180 | 1.600| 60 | 3600 400 | 1,600| 160 Slotting
10 | 2900/ 350 | 1,900/ 170 | 1,300/ 70 | 2900 380 | 1.300| 160
12 | 2400| 340 | 1600/ 170 | 1,100/ 80 | 2400 370 | 1.,100| 150
ap 1.0D 0.5D 0.5D 1.0D 0.5D
AR
ae D D D D D
3 | 9500| 290 | 6400/ 140 | 4200/ 60 | 9500| 310 | 4.200| 130
4 | 7200 260 | 4800/ 130 | 3200 60 | 7200 290 | 3200| 120 |33 1) {BABES LSABZ 5
5 | 5700| 260 | 3800 130 | 2500/ 60 | 5700| 280 | 2500| 110 Fl&, ED%Z 20 ~ 30%
FEELTLEEL,
6 | 4800| 290 | 3200/ 140 | 2100| 60 | 4800 320 | 2100| 130 | e cutting depth s
%ﬂﬂn} 8 | 3600 320 | 2400/ 160 | 1.600| 70 | 3600| 360 | 1.600| 140 | largereduce the
fi t imately 209
SPSEE3GA 10 | 2900| 350| 1900/ 170 | 1,300] 80 | 2900| 380 | 1.300| 160 tﬁeéjogz @ by approximately 20%
12 | 2400| 360 | 1600/ 180 | 1,100 80 | 2400| 400 | 1.100| 170 | :x2) #if. FrvoEBIEDSD
16 | 1.800| 380 | 1,200/ 190 goo| 80 | 1800 420| s800| 170 g‘ff_a'\% WBDZETHE
cC o
20 1,400 380 1,000| 200 600 80 1,400 420 640 160 Use a r|g|d and precise machine
. ap 1.0D 0.5D 0.5D 1.0D 05D and holder.
A 5 5 5 S S 5 & 3) UIHHEEEIA SEU
e BHOEREL T,
3 |10600| 320 | 7400/ 170 | 5300| 80 |127700| 420 | 5300| 160 | Use a suitable cutting fluid.
4 | 8000| 290 | 5600/ 150 | 4000/ 70 | 9,500/ 380 | 4,000| 140
5 | 6400 290 | 4500/ 150 | 3,200/ 70 | 7.600| 380 | 3.200| 140
6 | 5300 320 | 3,700/ 170 | 2,700/ 80 | 6400| 420 | 2,700| 160
REMI g | 4000 320 | 2800] 170 | 2000 80 | 4800] 430 | 2000| 160
SPSEE3GA 10 | 3200| 430 | 2200 220 1,600/ 110 | 3.800| 560 | 1.600| 220
12 | 2,700/ 540 | 1,900/ 290 | 1,300| 130 | 3200 710 | 1,300| 260 {RIELIE
16 | 2,000| 480 | 1400 250 | 1,000/ 120 | 2400| 630 | 1.000| 240 SR
20 | 1.600| 480 | 1,100/ 250 800| 120 | 1,900| 630 800| 240
. ap 1.5D 1.0D 1.0D 1.5D 1.5D
A
ae 0.2D 0.2D 0.2D 0.2D 0.2D
NI |<hE BlERE | &ED ElERgy | %D ElERER | %D ElERE | *ED [ElEREy | %D
Pmduuum ot Millin, 5 ; = | Spindle Speed Feed Spindle Speed | Feed Spindle Speed | Feed Spindle Speed | Feed Spindle Speed | Feed
’ ¢ (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)
4 | 7200 900 | 4.800| 420 | 3.200| 220 | 7.200| 1,080 | 2,400| 300 | . e -
F 1) HAHED LELEBRDE
6 | 4800| 720 | 3.200| 385 | 2,100/ 190 | 4,800| 865 | 1,600| 240 *|Z. %% 20 ~ 30%
8 | 3600 625 | 2400/ 340 | 1.600| 160 | 3600| 750 | 1.200| 210 BELTLREL,
#INT If the cutting depth is
M- | 10| 2900| 650 | 1.900| 340 | 1.300| 170 | 2800| 780 | 1.000| 230 | |arge reduce the feed rate by
SPSEEBGA 12 | 2400| 630 | 1,600, 320 1,100| 170 | 2400| 750 800| 210 | approximately 20% to 30%.
SE2) #. FruodElEDSG
16 | 1,800| 570 | 1,200, 310 800| 150 | 1.800| 700 600| 190 BEEDSVNEDESE
20 | 1,400| 490 | 1,000/ 280 600| 130 1,400 590 500| 180 A<rEEWL.
Use a rigid and precise machine
] ap 0.5D 05D 05D 0.5D 0.5D o o et '
BhASKH . s g s
ae D D D D D E3) UIENRIEIEEIM ITE U
4 | 9500/ 1,190 | OO0 | 600 | 4,000| 240 | 9,500| 1,420 | 4,000| 500 BOZEEL TS,
Use a suitable cutting fluid.
6 | 6400| 960 | 4000 | 490 | 2700 250 | 6400| 1,150 | 2700| 450 | :14) 7 @iSEOXEDIEREEDD
8 | 4800, 840 | 3000 | 420 | 2000| 220 | 4,800| 1.000 | 2000| 390 1/3 IFIELTLZE LY,
flEnT When axial feed, please use 1/3
-~ 10 | 3.800| 850 | 2400 | 440 | 1.600| 220 | 3.800| 1.020 | 1.600| 400 | ;tamointof radial feed.
SPSEESGA 12 | 3,200| 830 |2000| 420 | 1,300| 200 | 3200 990 | 1,300| 370
16 | 2400| 790 | 1,500 | 413 | 1,000/ 190 | 2400 930 | 1.000| 360
20 | 1.900| 660 | 1,200 | 340 800| 170 | 1,900| 800 800| 390
. ap 1.5D 1.0D 1.0D 1.5D 1.5D
A
ae 0.2D 0.2D 0.2D 0.2D 0.2D
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Recommended Milling Conditions for BOUSIN MILL Series (OK Coated)

—IRIEERH - R - SE - BHE

?ﬁﬁ“*ﬁ Structural Steels, Carbon Steels, Alloy Steels, Hardened Steels AT 17—_' pAVPS i
Bl S5400,555C.SCM,SK,SKD oD, SUS304.916
~ 30HRC ~ 45HRC ~ B5HRC ' HBASR
IRIER 80~120m/min| 50~75m/min | 35~50m/min [80~120m/min|30 ~ 50m/min Condition of milling
o <3 BlERE | =D ClERE | XD BlERE | ED ElERE | =D ElERE | XD
Pm(ﬁﬂt Code Sié = | Spindle Speed Feed | SpindleSpeed | Feed Spindle Speed | Feed | Spindle Speed |  Feed | Spindle Speed |  Feed
’ (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) |(mm/min) | (rpm) | (mm/min)
4 | 7200 590 |4800| 320 | 3200 | 160 | 7.200| 710 | 2400 | 210 Tp— 1) FHARED
LA LEEERD
6 | 4800| 580 |3200| 310 |2100| 150 | 4.800| 690 | 1600 | 190 Slotting i %0
8 | 3600/ 500 |2400| 270 | 1.600| 130 | 3.600| 600 | 1200 | 160 L Z20~
vy 309%EELT
10 | 2,900 520 |1.900| 270 | 1,300 | 140 | 2,900| 630 | 1000 | 150 | <I2E
SPSEEAVA 12 | 2400 5001600 260 | 1,100 140 | 2 600 | 800 | 130 If the cutting depth
GamI) ’ ’ ’ 400 is large,reduce the
(Sltting) 16| 1.800| 460 | 1,200 | 250 800 | 120 | 1.800| 560 | 600 | 120 feed rate by
approximately 20%
20 | 1.400| 390 | 1,000 | 220 600 | 100 | 1.400| 470| 500 | 100 t0 30%.
3 Y v ¥
& 1.0D 0.5D 0.5D 1.0D 0.5D E2) Bl T vy JAEOS SIEE
P DEVEDETEEL &L,
de D D D D D Use a rigid and precise machine and holder.
4 | 9600 790 |6000| 400 | 4000 | 200 | 9600| 950 | 4000 | 260 AEoIE] | 1) InsEn
6 | 6400 770 | 4000 | 390 |2700| 200 | 6400/ 920 | 2700 | 240 Side Milling ﬁli"’z %‘g’;
" T =X
8 | 4800| 670 |3000| 330 |2000| 170 | 4,800/ 800 | 2000 | 200 20~30%E&
LTLIEE D,
10 | 3800 680 |2400| 350 | 1,600 | 170 | 3800| 820 | 1600 | 180
SPSEE4VA If the cutting depth
(EIEHNT) | 12| 3200 660 | 2000 | 330 | 1.300 | 160 | 3200 790 | 1300 | 160 is large,reduce the
(Side Miling 16 | 2400| 6201500 | 310 | 1.000| 150 | 2400 740 | 1000 | 150 feed rate by
approximately
20 | 1,.900| 530 | 1,200 | 270 800 | 130 | 1.900| 640 | 800 | 140 - 20% to 30%.
E2) B, F vy JREMOSDIEED
ap 15D 1.0D 1.0D 1.5D 15D O AR D
de ~0.2D ~0.2D ~0.2D ~0.2D ~0.2D Use a rigid and precise machine and holder.
— ~ v
BA=ZIL 2VU—X (4 #A) (OK O—P) semmmse
Recommended Milling Conditions for GO-RIKI MILL Series (4NT) (OK Coated)
— RIS - R - S5 - FHEH _.
?&EUM' Structural Steels, Carbon Steels, AIon?teels, Hardened Steels ek Zj_‘/ L 2§
Work Material $S400,855C,SCM,SK,SKD ";sé';" SS‘;"C';SSZ“’B*"j 6
~ 30HRC ~ 45HRC ~ B5HRC ' HBASE
s 80~120m/min| 50~75m/min | 35~50m/min |80~120m/min| 30~50m/min Conditon of milling
<5k ElEs | XD | O#6E b | BlEH | XD | D% | *xb | BEE | XD
Progll.lucl Code Si; = | Spindle Speed Feed | SpindleSpeed | Feed Spindle Speed | Feed Spindle Speed | Feed | Spindle Speed |  Feed
’ (rom) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) |(mm/min) | (rpm) | (mm/min)
4 | 7200 | 590 | 4800 | 320 | 3200| 160 | 7200| 710 |2400]| 210 — 1) AHED
6 | 4800 | 580 | 3200 310 | 2100| 150 | 4800 | 690 | 1,600 | 190 AtDHl FEEBz
8 | 3600 | 500 | 2400 | 270 | 1,600 | 130 | 3,600 | 600 | 1,200 | 160 S BEE(L, %
SPSEE4GA | 10| 2900 | 520 | 1.900 | 270 | 1,300 | 140 | 2900 | 630 | 1,000 | 150 WA D’EOEQ ~
GEfNT) |12] 2400 5001600 260 | 1,100 | 140 |2400 | 600 | 800 | 130 \ 7 30(;5%%
(Slotting 16 | 1.800 | 460 | 1,200 | 250 800 | 120 | 1,800 | 560 | 600 | 120 fihe Clﬁingzgp;h
20 | 1,400 | 390 | 1,000 | 220 600 | 100 | 1400 | 470| 500 | 100 is large,reduce the
ap 1.0D 0.5D 0.5D 1.0D 0.5D feed rate by
de D D D D D approximately 20%
4 | 6400 | 680 |4000| 340 | 2800 | 180 | 6400| 750 | 2400 ]| 210 t0 30%.
6 | 4200 | 720 | 2700 | 370 | 1,900 | 200 | 4,200 | 790 | 1,600 | 190 |:%2) ##. FvvoREINDS DHEE
SCE4A | 8 [ 3200 | 540 | 2000 | 270 [ 1.400 | 140 | 3200 | 600 | 1,200 | 160 DBNEDEERA T,
GEpT) |10]2500| 5101600 260 | 1,100 | 130 | 2500 | 560 | 1,000 | 150 | Usearigidand precise machine and holder
(Shotting 122100 | 4901300 | 240 | 900 130 [2100| 540 | 800 | 180 | #&3) VHEMMSHHMIGELEOEEE
an 05D 05D 05D 05D 05D . b‘t—Cm( n;‘mo i
Qe D D D D D Seé a suitable cutting Tiuid.
4 [ 9600 ] 790 | 6000 [ 400 | 4000 [ 200 | 9600 [ 950 [ 4.000 [ 260 | [ [E/EIE] | 1) WAsEnL
6 | 6400 | 770 | 4000 | 390 | 2,700 | 200 | 6,400 | 920 | 2,700 | 240 Side Miling REHADS
8 | 4800 | 670 | 3000 | 330 | 2000 | 170 | 4800 | 800 | 2000 | 200 " S 20%
SPSEE4GA | 10 | 3800 | 680 | 2,400 | 350 | 1,600 | 170 | 3,800 | 820 | 1,600 | 180 ZELTLE
({EIEANT) [ 12| 3200 | 660 | 2000 | 330 | 1.300 | 160 | 3200 | 790 | 1.300 | 160 e
(Sice Miling) 16 | 2400 | 620 | 1,500 | 310 | 1,000 | 150 | 2400 | 740 | 1,000 | 150 :Ltlgfr’g %”r“;é‘gc‘éet%tg
20 | 1.900 | 530 | 1,200 | 270 800 | 130 | 1.900 | 640 | 800 | 140 feed rate by
ap 1.5D 1.0D 1.0D 1.5D 1.5D apprgximately 20%
@e| ~o0aD ~02D ~02D ~02D ~02D o f030%.
4 | 8000 1,700 | 6,000 | 640 | 4000 | 320 |8000 | 1,230 | 4000 | 350 | %2 ﬁﬁ;ﬁ);};%ég@“ﬁgﬁ%*ﬁg@
6 | 5300 | 930 | 4000 | 540 | 2700 | 270 | 5300 | 1,040 | 2700 | 320 | ysearigid and precise machine and holder.
SCE4A | 8 [ 4000 | 8803000 510 | 2000 | 260 | 4000 | 990 | 2000 | 270 | ;3) fIMEHEIMICELIEOERE
({IZHNT) |10 | 3200 | 840 | 2400 | 490 | 1,600 | 240 | 3200 | 940 | 1,600 | 240 Lelrealb,
Sice Miling 12 | 2700 | 820 | 2000 | 470 | 1,300 | 230 | 2,700| 910 | 1,300 | 210 | Useasitable cutting fluid.
: ' : : : E4) Z ESEORED FEEDD 1/3 LI
ap 15D 1.0D 1.0D 1.5D 1.5D CLT <,
de ~0.2D ~0.2D ~0.2D ~0.2D ~0.1D When axial feed, please use 1/3 of amount of radial feed.
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Recommended Milling Conditions for OK-Hard Coated Square Endmills

?&EUM Hardened Steels
Work Material S55C,SCM,SK,SKD
40 ~ 55HRC ~ B0HRC ~ B65HRC
MITEE RIETINT BT fRIENT BINT RIETNT BT
Processing Method (Side Milling) (Slotting) (Side Milling) (Slotting) (Side Milling) (Slotting)
e 80~90m/min | 50~60m/min | 70~80m/min | 40~50m/min | 60~65m/min | 30~35m/min
- (B re 3 ED [BlEREL =D [BlEREL XD [ElEREL ED (B3 =D [BlEREL =D
Pm[“:‘u‘:n‘t Code. \Si;e Spindle Speed Feedl Spindle Speed Feedl Spindle Speed Feed_ Spindle Speed Feed_ Spindle Speed Feedl Spindle Speed Feedl
i (rom) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mMm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)
3 8,500 1,020 5,300 590 7,400 590 4,200 340 6,400 510 3,200 260
4 6,400 1,540 4,000 790 5,600 940 3,200 540 4,800 750 2,400 400
6 4,200 1,300 2,700 720 3,700 980 2,100 510 3,200 640 1,600 350
8 3,200 1,190 2,000 640 2,800 890 1,600 470 2,400 570 1,200 320
SHE4/6H | 10| 2500 | 1,100 | 1,600 610 2,200 830 1,300 450 1,900 540 1,000 320
SHEBLH 12 2,100 1,060 1,300 570 1,900 830 1,100 440 1,600 520 800 290
16 1,600 1,000 1,000 530 1,400 750 800 390 1,200 480 600 270
20 1,300 880 800 460 1,100 640 600 320 1,000 440 500 240
ap 1.5D 0.05D 1.5D 0.03D 1.5D 0.01D
de 0.02D D 0.02D D 0.01D D
RRY n ~ A m—
OK/\—=F3—bk MR=ILIZVFI)V pmoumes
Recommended Milling Conditions for OK-Hard Coated Ball Endmills
R - GEA
?ﬁ‘ﬁ'ﬂﬁ Hardened Steels
Work Material S55C,SCM,SK,SKD
~ 45HRC ~ 55HRC ~ B0HRC ~ 65HRC
e 250m/min 200m/min 140m/min 110m/min e B LT
i [ElEREL =D [ElEREL =D [ElEREL ED [ElEREL %D
Protljjutét Code. \Si;e Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
' (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)
0.5R| 32,000 1,470 26,000 1,010 18,000 610 14,000 440 N
7N—J L Bail miling
1R | 32,000 2,430 26,000 1,660 18,000 1,010 14,000 730
1.5R| 26,500 2,790 21,200 1,880 14,900 1,150 11,700 840
2R | 19,900 2,670 15,900 1,800 11,100 1,100 8,800 810 am
25R| 15,900 2,130 12,700 1,430 8,900 880 7,000 640 Pt
3R | 13,300 2,280 10,600 1,530 7,400 940 5,800 680 - NN ; . _
HPSBDEH A1) thAGED LEEEBR D EEE.
4R | 10,000 2,270 8,000 1,530 5,600 940 4,400 680 Eb7%& 20 ~ 30%FELTLE
SBD2LH =
SR 8,000 2170 6400 1,460 4.500 900 3,500 650 If the cutting depth is large, reduce the feed
6R | 6600 | 2050 | 5300 | 1.390 | 3700 | 850 | 2900 | 620 | ratebyapproximately 20% to 30%.
E2) B, Fv v IRRIEDOS BEE
8R 5,000 1,790 4,000 1,200 2,800 740 2,200 540 DEVEDZETHERLEEL,
Use a rigid and precise machine and
10R| 4000 | 1470 | 3200 990 | 2200 | 600 1800 | 450 | poider
apn 0.05D 0.05D 0.03D 0.02D 7 3) VIHBRIFHREIM SBLIc DDZEE
LTLEEL,
Pf 0.1D 0.1D 0.1D 0.05D Use a suitable cutting fluid.

HPSBE3H

Recommended Milling Conditions for HPSBE3H

SEERIR SMHAR=IVIY RV wepuses

—HRAEIE A - SRR - S - AW - ik
R SS400,855C,SCM,SK,SKD,FCD
~ 30HRC ~ 45HRC ~ B60HRC ~ B65HRC
YIEERE 200m/min 180m/min 140m/min 100m/min
. Wi Sz,
MTH5% TR mam %0 B8 %0 By D (e %0
R (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
1.5R 21,200 3,530 19,000 3,000 14,900 1,500 10,600 1,050
2R 16,000 3,730 14,300 3,150 11,100 1,650 8,000 1,100
3R 10,600 4,000 9,600 3,400 7,400 1,650 5,300 1,200
By —R
4R 8,000 4,200 7,200 3,600 5,600 1,750 4,000 1,250
5R 6,400 4,400 5,700 3,700 4,500 1,850 3,200 1,300
6R 5,300 4,200 4,800 3,600 3,700 1,750 2,650 1,250
ap 0.1D 0.1D 0.05D 0.05D
PIETESES
ae 0.3D 0.3D 0.15D 0.15D

E1) tI0AHEN EEEEBRDEEE, EDEEELTLIIEE L,

E2) Hh. FrulFREIEOSEEDREVNEDESHERLILEE L.
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Recommended Milling Conditions for ZAKKURI MILL Series (OK Coated)

—giEE R - 3R - G2 - AEHE =
?ﬁﬁu*ﬁ Structural Steels, Carbon Steels, Alloy Steels, Hardened Steels XStZi;é sl.JStezeﬁﬂ
Work Material SS400,555C,SCM,SK,SKD SUS304.316
~ 30HRC ~ 45HRC ~ 55HRC '
EE 90~130m/min 60~100m/min 35~50m/min 30 ~ 50m/min
Bl 3% Feed EEE 3% Feed EEm 3ED Feed g JED Feed
RES A | Sende | {AIE B | A | Sonde | fIE B | A | Sonde | fIE B | A | Sonde | fIE B | BAH
Product Code. Size | Speed | e niing | Siotting | Drilling | , P24 | SigeMiling | Slotting | Drilling | , P24 | SigeMiling | Slotting | Drilling | , P! | SideMiling | Slotting | Drilling
(rom) | (mm/min) | (mm/min) |(mm/min)| (PP | (mm/min) | (men/min) | (mm/min)| TRM). | (me/min) | (mem/min) | (mm/min) | (TR | (mym/min) | (mm/min) | (min/min)
2 [14,300| 1,240 | 990 250 | 9,600 | 440 390 80 | 5,600 160 130 30 5000 | 300 200 60
3 9,600| 1,010 | 810 200 | 6,400 | 360 310 70 | 3,700 130 100 30 3200 | 250 190 50
4 7,200, 860 | 690 170 | 4,800 | 300 270 60 | 2,800 110 90 20 2400 | 200 160 50
5 5,700 760 | 610 150 | 3,800 | 270 240 50 | 2,200 100 80 20 1900 190 150 40
6 4800 730 | 590 150 | 3,200 | 260 230 50 1,900 100 80 20 1600 180 140 35
SPSEE3ZA| 8 | 3600| 660 | 530 | 130 | 2400 | 240 | 210 40 [ 1400 | 90 70 | 20 | 1200 | 150 | 120 35
SEE3ZTA 10 | 2900| 640 | 510 130 1,900 | 220 190 40 1,100 80 60 20 1000 140 110 30
12 | 2400| 630 | 500 130 1,600 | 220 200 40 900 80 60 20 800 120 100 30
16 | 1,800| 540 | 430 110 1,200 190 170 40 700 70 60 10 600 110 90 20
20 | 1,400| 460 | 370 90 1,000 170 150 30 600 70 50 10 500 100 75 20
ap o 1.5D | 1.0D - - 1.5D | 0.5D - 1.5D | 0.5D - 1.5D | 05D [ 0.1 D
de - 0.2D D - - 0.2D D - - 0.2D D - - 0.2D D -
5 8,300, 860 | 720 330 | 6400 | 460 360 180 | 3,200 150 100 50 3,800 | 270 210 110
6 6,900, 810 | 690 310 | 5300 | 430 340 170 | 2,700 150 100 50 3,200 | 260 200 100
8 5200, 770 | 650 290 | 4000 | 410 320 160 | 2,000 140 90 50 2,400 | 240 190 100
10 | 4100| 780 | 660 300 | 3200 | 420 330 160 1,600 140 90 50 1,900 | 250 190 100
SPSRD3ZA| 12| 3500] 790 | 670 | 310 | 2700 | 420 | 330 | 170 | 1.300 | 140 90 50 | 1.600| 250 | 200 | 100
16 | 2600| 680 | 570 260 | 2,000 | 360 280 140 1,000 120 80 40 1,200 | 220 170 80
20 | 2,100, 590 | 500 230 1,600 | 310 240 120 800 100 70 30 1,000 | 200 150 80
dp - 1.5D 1.0D - - 1.5D | 0.5D - - 1.65D | 0.5D - 1.5D | 06D | 0.1D
de - 0.2D D - - 0.2D D - 0.2D D - 0.2D D -
F 1) tHAHEN LEEEBRBEEF, #ED%E 20 ~ 30%EEL TSN,
4l ‘ | g (}38 cutting depth is large,reduce the feed rate by approximately 20% to
3 | 0.
PlASRE % ﬁ ‘ *2) %w Fv "J_7[3@']1&_0)5%:*%1%0)%\,\5@’&C“@Eﬁﬁ <IEEL,
Condition of milling ] il {J‘se arigid gnd precise machine and holder. ‘
Side Slotting & 3) YIHERIFREMISE LI BDZEEEL T EEL,
Milling Use a suitable cutting fluid.

AT VLU AMDIBAHEITIF. 0.1D(D: TYRIIVHR) TORTY TIMLTZ#HELXT,

In the plunge cutting of stainless steels, the step processing by 0.1D (D=Dia.) is recommended.

OK A= FR=ILIVRZ) mmomss

Recommended Milling Conditions for OK coated Endmills

—fRtEEE - R - S - FHEHE —- S
?ﬁﬁu*ﬂ- Structural Steels, Carbon Steels, Alloy Steels, Hardened Steels ngnis leStéEﬁ = Si T’?b:ﬁﬁﬁ%
Work Material $S400,S55C,SCM,SK,SKD,NAKE5,HPM U sl 204916 ;'C”g"A“"ng;
~ 30HRC ~ 38HRC ~ 45HRC ’ ' YA
YIEIIRE 180 ~ 200 140 ~ 160 120 ~ 130 140 ~ 160 150 ~ 160 cﬂndm’;mmming
Cutting Speed m/min m/min m/min m/min m/min
om | g | DES | ED | OEM [ XD | BEM | X0 | EBEH | #0 | EEM | 2D
Prut?u%t Code Si; o Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
) (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)
1R | 30,000 | 1,200 | 24,000 960 19,000 720 22,000 880 24,000 | 1,200 “
78— Baii miting
156R | 20,000 | 1,280 | 16,000 960 12,700 720 15,000 900 16,000 | 1,200 \ /
2R | 15,000 | 1,280 | 12,000 920 9,500 720 11,000 840 12,000 | 1,260 , !
3R | 10,000| 1,080 8,000 760 6,350 600 7,500 700 8,000 | 1,040 ap \\ 7 ‘
Pf
4R 7,500 980 6,000 680 4,750 540 5,500 640 6,000 940 - -
A1) UHAHED LELZEBADE
SPSBD2A | BB | 6.000| 980 | 4.800| 680 | 3.800| 540 | 4500 640 | 4800 940 x4, %D%E 20 ~ 30%
SBD2LA BELTLREL,
B6R | 5,000| 980 | 4,000| 680 3,200| 540 3,700 | 640 4,000| 940 | |fthe cutting depth is large,reduce
the feed rate by approximately
8R | 3,750| 880 | 3,000| 610 2,375| 480 2,750| 570 3,000| 840 | 20% to 30%.
A 2) B, FvyIRREDD
10R| 3,000 790 | 2,400| 550 1,900| 430 2250| 510 2,400| 760 BEEDSV\EDESHA
<IEEEL,
125R| 2,400 710 1,920 490 1,520 390 1,800 460 1,920 680 | Use arigid and precise machine
and holder.
ap 0.1D 0.1D 0.1D 0.1D 0.1D E3) YIEIHIEEIMICELES
DERELTLEE L,
Pf 0.2D 0.2D 0.2D 0.2D 0.2D Use a suitable cutting fluid.
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OK d— I\ T I< E ) IJ ! #ELSEIEISES  Recommended Milling Conditions for OK coated Endmills

— & FHS . o= - 55 - 2B 5 _
?ﬁﬁuﬁ Structl?r%la?t;sﬁ,ﬁ Ciﬂbon@ﬁﬂlloy?tﬁgﬁmrﬂﬁgﬂels C;ast‘lron ;S(t;;;a/ss!jségl
Work Material SS400.S550,SCM,SK.SKD FCD SUS304.316
~ 30HRC ~ 45HRC ~ B5HRC ' HBARM
DRIEE 55 ~70m/min/40 ~ 50m/min25 ~ 35m/min/55 ~ 70m/min|30 ~ 40m/min Gonditon of miling
5 | BERgy | xb | EER#y | xXb | EE# | xXb | EE# | xXb | EEH | %D
Pror?utc‘?éode ggi Spindle Speed Feed. Spindle Speed FBEd' Spindle Speed Feed. Spindle Speed Feed. Spindle Speed Feed.
] (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) | (mm/min)| (rpm)_|(mm/min)
1 [19.100 1301 14,300 60| 9,600 30/19.100| 180| 9,600 60
2 | 9,600 140| 7.200 60| 4,800 30| 9.600| 190| 4.800 60
4 | 4800 140| 3.600 60| 2400 30| 4,800 190| 2,400 70
6 | 3.200 180| 2.400 80| 1.600 40| 3200 250| 1,600 65
8 | 2400| 210| 1.800 90| 1.200 40| 2400| 290| 1,200 55
SPSED2A 10 | 1.900| 230| 1.400 100| 1,000 50| 1.900| 310| 1,000 50
SED2A |75 1,190 250| 900 110| 600 50| 1.190| 330| 600 40
20 960| 230| 720| 100| 480 50| 960| 320| 480 35
25 760| 230| 570 100| 380 40| 760| 310| 380 30
ap 0.5D 0.5D 0.5D 0.5D 0.5D
ae D D D D D
1 [19,100 80|14,300 30| 9,600 20[/19,100] 110| 9,600 40 T
2 9,600 90| 7,200 40| 4,800 20| 9,600 120| 4,800 40 Slotting
3 6,400 100| 4,800 40| 3,200 20| 6,400 130| 3,200 50
4 | 4,800 100| 3.600 40| 2,400 20| 4,800 140| 2,400 45
5 | 3800| 110| 2,900 50| 1.900 20| 3.800 140| 1,900 40 /|
SED2MA 6 | 3.200 120| 2,400 50| 1.600 20| 3.200 170| 1,600 35 ‘ |
SCD2A 5 2,400 180| 1.800 80| 1.200 30| 2.400| 240| 1.200 30
10 | 1,900 190| 1,400 80| 1.000 40| 1.900] 260| 1,000 25
12 | 1.600] 200| 1,200 80| 800 40| 1.600] 270| 800 20
ap 0.5D 0.5D 0.5D 0.5D 0.5D
ae D D D D D
3 | 6400 50| 4.800 20| 3,200 10| 6,400 70| 3.200 20
4 | 4800 50| 3.600 20| 2400 10| 4.800 70| 2.400 20| . N _
5 | 3,800 60| 2,900 20| 1.900 10| 3,800 80| 1.900 30| £! );é’%g??gogé%ﬁ?fff\
6 | 3.200 60| 2400 30| 1.600 10| 3,200 80| 1.600 301t he cutting depth is I:;gge,re duce‘{ﬁeb °
101 —o00] 100| T400] 40] To00] 20| +600] 150] To00] gg] [t releby approxmately 20% to 0%
. ’ ’ . . E2) #iH. FryIREIEDSDEE
SED2LA 12 | 1.600 110| 1.200 50| 800 20| 1.600 160| 800 20 DENSDE SEELS LY,
14 | 1,400 130| 1,000 60| 700 20| 1.400 170 700 20| e a rigid and precise machine and
16 | 1,190 120 900 50| 600 20| 1.190 170|600 20| holder.
20 960 120 720 50 480 20 960 160 480 20 SE3) UIESRIEEEMICE U DEE
ap 0.5D 0.5D 0.5D 0.5D 0.5D FLTLIEE,
de D D D D D Use a suitable cutting fluid.
3 | 6400 130| 4,800 50| 3,200 30| 6400 170| 3.200 60
4 | 4800 140| 3,600 60| 2400 30| 4.800 190| 2.400 70
5 | 3800 150| 2,900 60| 1.900 30| 3.800| 200| 1,900 70
6 | 3.200 190| 2400 80| 1.600 40| 3.200| 260| 1,600 20
SPSEE3A | 8 | 2400 210] 1,800 90| 1.200 40| 2400| 290| 1,200 100
GE&mT 10 | 1,900 230| 1,400 100| 1,000 40| 1,900| 310| 1,000 110
(lotting) 12| 1,600 240] 1,200 100] 800 50| 1.600| 320/ 800| 100
16 | 1,190 250 900 110 600 50| 1,190 340 600 90
20 960 240 720 100 480 50 960 320 480 75
ap 0.5D 0.5D 0.5D 0.5D 0.5D
Qe D D D D D
3 | 6.400 190| 4.800 80| 3,200 40| 6400 260| 4.200 120 T EETE
4 | 4800| 210| 3,600 90| 2400 40| 4,800| 290| 3.200 130 e Wi SET) UBABEA
5 | 3800] 220| 2900 100| 1,900 40| 3,800| 310| 2,500 140 7 tREBADE
6 | 3200| 280| 2400 120| 1,600 60| 3200| 380| 2,100] 170 TlE EDE
SPSEE3A | 8 | 2400| 320] 1.800 140| 1,200 60| 2400| 430| 1,600 200 20~30%&EL
(BIEgANT) |10 | 1.900| 340[ 1.400] 140| 1.000 70 1,.900[ 460] 1,300 210 LesreEb,
(Side Miling) 12| 1,600] 350 1,200] 150] 800 70| 1,600 480| 1,100] =220 If the cutting depth
16 | 1.190] 380| 900| 160| 600 70| 1.190] 510| 800| 230 'fz:;'?:t';e;‘;ce the
20 960 350 720 150 480 70 960 480 640 220 .
ap 1.5D 1.0D 1.0D 1.5D 1.5D e gm_mately 20%
ge 02D 005D 005D 02D 02D E2) Wi, F v SFBIEODSREED
BLBDOESERLEEL,
Use a rigid and precise machine and holder.
E3) YIELHIFEIM ISE U D ZRE
LTLEEL,
Use a suitable cutting fluid.
E4) ZEAROED [FEEDD 1/3 T
[CLTLEE L,
When axial feed, please use 1/3 of amount of
radial feed.
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OK J— |‘I > |‘ E ) b: HEIBEDEISRME  Recommended Milling Conditions for OK coated Endmills

—IRAEE RN - PR - SE - SBEMR

*&ﬁu*ﬁ Structural Steels, Carbon Steels, Alloy Steels, Hardened Steels c;st‘lron i&;;&éﬁﬁ
Work Material S$5400,555C,SCM,SK,SKD =0 SUS304.316
~ 30HRC ~ 45HRC ~ 55HRC ' HASR
A 55~ 70m/min| 40 ~ 50m/min|25 ~ 35m/min| 55 ~ 70m/min|35 ~ 45m/min Conditon of miling
BE | O#Ey | xb | EERE | XD | EERE | XD | [OERE | Xb | @R | ED
produet Gode. T.srlgef Spindle Speed | Feed | Soindle Speed Feed | Spindle Speed Feed | Seindle Speed Feed | Sindle Speed Feed ;
(rpm) |[(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(mm/min)| (rpm) |(mm/min)
2 | 9.600] 190| 7.200 80| 4,800 40| 9600| 260| 6.400| 120
4 | 4800| 230| 3,600 100| 2400 50| 4.800| 310| 3,200| 140
6 | 3200 290| 2400/ 130] 1,600 60| 3.200| 400| 2,100| 180
8 | 2400| 350/ 1,800 150| 1,200 70| 2400 480| 1.600| =220
SPSED4A [ 10| 1.900] 380 1.400| 160| 1,000 70| 1,900| 520 1.300|] =240
SED4A |16 1.190] 400| 900| 170 600 80| 1,190| 540| 800| 250
20 960| 380| 720/ 160| 480 70| 960| 510| 640| 230
25 760| 360| 570 150| 380 70| 760| 490| 510| =220
ap 1.5D 1.5D 1.5D 1.5D 1.5D
Qe 0.2D 0.2D 0.2D 0.2D 0.2D
3 | 6400 240| 4800 100| 3.200 50| 6.400| 320| 4.200] 150
4 | 4800 260| 3600| 110| 2400 50| 4.800| 360| 3.200] 160 {EenEl
6 | 3200 300 2400 130] 1,600 60| 3,200] 400| 2,100] 180 SidelMiling
8 | 2400| 380| 1,800 160| 1,200 70| 2400| 510| 1.600| 230
10 | 1.900| 410| 1.400| 170] 1,000 80| 1,900| 550| 1.300| 250
SPSEE4A 51 600| 420 1.200] 180 800 80| 1.600| 570| 1,100| 260
16 | 1.200] 450 900| 190| 600 90| 1,200| 600| 800| =280
20 | 1,000/ 420/ 700| 180| 500 80| 1.000| 570| 600| =260
ap 1.5D 1.0D 1.0D 1.5D 1.5D
Qe 0.2D 0.05D 0.05D 0.2D 0.2D
2 | 9,600 140| 7.200 60| 4,800 30| 9.600] 190]| 6.400 920
4 | 4800| 160| 3.600 70| 2,400 30| 4.800| =220| 3.200| 100
6 | 3.200] =210| 2400 90| 1,600 40| 3,200| 280 2,100| 130| & 1) fhABEN LEBIDEE. %
8 | 2400| 290| 1,800 120| 1,200 60| 2,400 390| 1,600 180 D% 20 ~ 30%FLELTLEE N,
SED4AMA 51 900| 310| 1.400| 130]| 1,000 60| 1,900| 420 1,300] 190 :;L*:jergltlgglyga(:’%m:; ﬁ:ﬂ:%ﬂ/ﬂﬁg tsf;;/
(] 0.
;;2) 1 ,eogOD 320 1 ,EOSOD 140 sogOD 60| 1 '6020.00 440 11 Ogo.on 200| ) ‘%@L\zggzg@‘%ﬁﬁ*ﬁg
= o faral o
de 0.2D 0.2D 0.2D 0.2D 0.2D Use a rigid and precise machine and
3 | 5700] 110| 4.400 50| 2,900 20| 5700] 160| 3.800 70| holder.
4 | 4300| 120| 3.300 50| 2,100 20| 4,300 160| 2.900 70| 3 3) YEbHHEEHICELEEDEEE
6 | 2900 140| 2,200 60| 1,400 30| 2,900 180| 1.900 80 LTLREEL,
8 | 2,100] 230| 1,600 100| 1,100 40| 2,100/ 310/ 1.400 140| Useasuitable cutting fluid.
10| 1,700] 240] 1,300] 110] 900 50| 1,700 330| 1,100] 150| #4) ZHABEDEDRMEEOOD 1/3 L
SEE4ALA H51 7200 300 1.00] 130] 700 60| 1.400] 400| 1.000] 180 FleLT<zEn,
16 1.100 370 800 130 500 60| 1.100 250 <00 190 Whgn axial feed, please use 1/3 of amount of
20 900| =290| 700/ 130| 400 60| 00| 390 00| 1so| dafed
ap 25D 25D 2.5D 2.5D 25D
Qe ~0.05D ~0.05D ~0.05D ~0.05D ~0.05D
5 | 3500] 110| 2,600 50| 1,600 20| 3500] 170| 2200] 120
7 | 2500| 120| 1,800 50| 1,200 20| 2500 180| 1,600| 120
9 | 1.900| 140]| 1,400 60| 900 30| 1,900| 190| 1,100| 140
11| 1.600] 150| 1,200 70| 700 30| 1.600| =220| 1.000] 150
SEE4TLA |14 | 1.300] 160 900 80| 600 30| 1.300| =230 800| 150
18 | 1,000/ 150| 700 80| 450 30| 1,000 220| 620 150
22 800| 140| 580 70| 360 30| 800| 200/ 500| 140
ap ~2 ~2 ~2 ~2 ~2
ae ~ 0.05D ~ 0.05D ~ 0.05D ~ 0.05D ~ 0.05D
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/ V11— I\I > I\ E } lJ : HELBYEISRS  Recommended Milling Conditions for non-coated Endmills

- . R - 225 - _
#EZ#J *Z Structk?ﬁgﬁcﬁbnngiﬂlon?tﬁﬁarﬂﬁzﬁels Cﬁﬁ* ﬁg?’ V=G&
: ast Iron Aluminum Alloys
Work Material S5400,S55C,SCM,SK,SKD FC A1200 A2024
~ 20HRC ~ 30HRC ~ 40HRC ' ASpE
ALaE 40 ~ 50m/min| 35 ~ 45m/min|25 ~ 35m/min|40 ~ 50m/min| 65~80m/min Condton of miling
BE — Eiﬁ%ﬂl ED Eliﬁiﬁ ED @Eﬁ%ﬁl ED Iﬁl?ﬁiﬂl *ED @?ﬁiﬂ =D
Product Code. \Siée Spindle Speed Feed_ Spindle Speed Feedl Spindle Speed Feedl Spindle Speed Feedl Spindle Speed Feed.
(rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min)
1 (14,300 100{12,100 60| 9,600 30(14,300 130 22,300 240
2 | 7,200 110| 6,100 70| 4,800 30| 7.200 140|11,100 260
4 | 3,600 110| 3,000 70| 2,400 30| 3,600 140| 5,600 260
6 | 2400 150| 2,000 90| 1,600 40| 2,400 180| 3,700 340
8 1,800 170| 1,500 100| 1,200 40| 1,800 220| 2,800 400 I
SED2 10 | 1,400 180| 1,200 110| 1,000 50| 1,400 230| 2,200 430 Slotting
16 900 200 760 120 600 50 900 250| 1,390 460
20 720 190 610 110 480 50 720 230| 1,110 440
25 570 180 480 110 380 50 570 230 890 420 |
30 480 170 400 100 320 40 480 210 740 390 |
dp 0.5D 0.5D 0.5D 0.5D 0.5D
e D D D D D ’ ap
3 4,200 80| 3,600 50| 2,900 20| 4,200 110| 6,700 200 e
4 3,200 80| 2,700 50| 2,100 20| 3,200 110| 5,000 210 D
6 2,100 100| 1,800 70| 1,400 30| 2,100 140| 3,300 260
SED2M 8 1,600 120| 1,400 80| 1,100 30| 1,600 170| 2,500 320
SED2L 1311700/ 10| ‘800| 90| 00| 40| 11001 0| 1700 ss0| %1 IArENLEEEARLT.
SCD2 16 ’800 110 680 70 540 30 ,800 150| 1 ,250 290 EDZ20 ~ 30%ERELTIZEL.
20 640 100 540 70 430 30 640 140| 1 ,OOO 270 If the cutting depth _is largereduce the
: feed rate by approximately 20% to 30%.
gz O.I;')D O.SD O.SD O.S)D OB'-')D 3 2) %ﬁmi’%%@;’ﬂ%&;‘;}iﬁ’ﬁg
3 | 4800| 140| 4,000 80| 3,200 30| 4800 170[ 7.400] 320| ygea rigid'EJ and precis‘gmachm; nd
4 3,600 150| 3,000 90| 2,400 40| 3,600 190| 5,600 360 | holder.
5) 2,900 160| 2,400 90| 1,900 40| 2,900 200| 4,500 370 3 3) PIEBHIEEERICE L b DER
SEE3 6 | 2400| 200| 2,000 120] 1,600 50| 2,400 250| 3,700 470 FLTLIEEN,
GEEIED 8 | 1.800] 230| 1,500 130] 1,200 60| 1.800] 280| 2800| 530]| Uyse a suitable cutting fluid.
(Slotting) 10 1,400 240| 1,200 140| 1,000 60| 1,400 300| 2,200 560
12 1,200 250| 1,000 150 800 60| 1,200 320| 1,900 590
dp 0.5D 0.5D 0.5D 0.5D 0.5D
de D D D D D
3 4,800 210| 4,000 120| 3,200 50| 4,800 260| 7,400 480
4 | 3,600 230| 3,000 140| 2,400 60| 3,600 290| 5,600 540
5 2,900 240| 2,400 140| 1,900 60| 2,900 300| 4,500 560
SEE3 6 2,400 300| 2,000 180| 1,600 80| 2,400 380| 3,700 710
(1;“@1;]]#]) 8 1,800 340| 1,500 200| 1,200 80| 1,800 420| 2,800 790
(Side Milling) 10 | 1,400 360| 1,200 210| 1,000 90| 1,400 450| 2,200 840 ﬁlJEtJJlé]lJ
12 1,200 380| 1,000 220 800 90| 1,200 470| 1,900 880 Side Milling
dp 1.5D 1.5D 1.5D 1.5D 1.5D
de 0.2D 0.2D 0.2D 0.2D 0.2D
2 7,200 330| 6,100 200| 4,800 80| 7,200 410(11,100 770
4 3,600 340| 3,000 200| 2,400 90| 3,600 430| 5,600 790
6 2,400 440| 2,000 260| 1,600 110| 2,400 540| 3,700| 1,020
8 1,800 530| 1,500 310| 1,200 130| 1,800 660| 2,800| 1,230
10 1,400 560| 1,200 330| 1,000 140| 1,400 710| 2,200| 1,320
SED4 16 900 590 760 350 600 150 900 740| 1,390| 1,390
20 720 560 610 330 480 140 720 700(| 1,110| 1,310
25 570 540 480 320 380 130 570 670 890| 1,250| .. o e L . .
30| 480] 490| 400] 290| 320] 120| 480 610] 740] 1.140] * 1 wﬁa’gb‘ﬁgéhﬂ"tiﬁ =
an 1.5D 1.5D 1.5D 1.5D 1.5D D& 20~ SOWELL T,
If the cutting depth is large,reduce the
de 0.2D 0.2D 0.2D 0.2D 0.2D feed rate by approximately 20% to 30%.
3 | 4800 190| 4,000 110| 3,200 50| 4,800 240| 7,400 450 D) . F vy o EEEOS BEE
4 | 3,600 200| 3,000 120| 2,400 50| 3,600 260| 5,600 470 DENEDEERL 2T,
6 | 2400| 240[ 2000| 140] 1,600 60| 2400| 300| 3700| 560| yse arigid and precise machine and
SED4M 8 | 1,800/ 350| 1,500| 210/ 1,200 90| 1,800| 440| 2800| 830| holder.
10| 1400| 380| 1,200| 220| 1,000 90| 1400| 470| 2200| 890| 31 3) yEbHEREMICELI-EOEEE
12| 1,200 400| 1,000/ 230| 800| 100| 1,200/ 500| 1,900] 930 LTLIEEL,
dp 2.0D 2.0D 2.0D 2.0D 2.0D Use a suitable cutting fluid.
3e 0.2D 0.2D 0.2D 0.2D 0.2D E4) ZE@HEOEDFEEOD 1/3 1
6 2,400 360| 2,000 210| 1,600 90| 2,400 450| 3,700 850 TCULTLEELY,
8 1,800 410| 1,500 240| 1,200 100| 1,800 510| 2,800 950 | When axial feed, please use 1/3 of amount of
10 | 1,400 430/| 1,200 260| 1,000 110| 1,400 540| 2,200| 1,010 radial feed.
SEE4 12 | 1,200 450| 1,000 270 800 110| 1,200 570| 1,900| 1,060
16 900 480 760 280 600 120 900 600| 1,390| 1,110
20 720 450 610 270 480 110 720 560| 1,110| 1,050
ap 1.5D 1.5D 1.5D 1.5D 1.5D
de 0.2D 0.2D 0.2D 0.2D 0.2D
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/ /1 I\ I F E} IJ D HEIBEDHISRSE  Recommended Milling Conditions for non-coated Endmills

_REEEE - - A0 -
*&Hu*;_r Struct:?riE;? (ﬁbon%fﬂlloy?tﬁf@mrﬂ%gm;els Czﬁﬁ)n i&%ﬂ]ﬁ lr:lﬁlssﬁ
Work Material SS400,S55C,SCM,SK,SKD FC A1200.A2024
~ 20HRC ~ 30HRC ~ 40HRC ' HlAS
THIEE |40 ~ 50m/min|35 ~ 45m/min|25 ~ 35m/min|40 ~ 50m/min|65~80m/min Condition of milling
2E | BERE | xXb | BERE | Xb | BEGE | Xb | EEEE | Xb | EEE | &b
Produst Code. Tét;ef Spindle Speed Feed‘ Spindle Speed Feed. Spindle Speed Feed. Spindle Speed Feedl Spindle Speed Feedl
(rpm) | (mm/min) | (rem) | (mm/min) | (rmM) | (mm/min) | (rpm) | (mm/min) | (remM) | (mm/min)
3 | 4200 120| 3,600 70| 2.900 30| 4.200| 150| 6,700| 290 FEIETOIa]
4 | 3200 130]| 2,700 80| 2.100 30| 3.200| 160| 5.000| 300 Side Miling E) hARED
6 | 2100 140| 1.800 90| 1.400 40| 2,100 180 3.300| 340 Z tEEBABE
8 | 1.600| =240| 1.400| 140| 1,100 60| 1.600| 300| 2500| 570 F(E, &% 20
10 | 1.300| 260]| 1,100 150 900 70| 1,300| 320| 2,000] 610 ~ 30%EELT
SEE4AL 551 00| 310] 900| 190| 700 80| 1.100| 390| 1.700| 740 <FEELY
16| 800| 330| 680 190| 540 80| 800| 410| 1.250| 770 If the cutting depth
20| 640] B310| 540 180| 430| 80| 640 380| 1.000| 730 ;Z;r?:t';eg;ce the
ap 25D 25D 2.5D 2.5D 2.5D approximately 20%
ae ~0.05D ~0.05D ~0.05D ~0.05D ~0.05D 10 30%,
5 | 2500] 130| 2,200 70| 1,700 30| 2500 160| 4000] 300| o) @i FvvoRBIEOBBEED
7 | 1.800] 130]| 1.500 80| 1.200 30| 1.800| 170| 2900| 310 EOEOEIEALEE,
9 | 1400| 150| 1.200 90| 1.000 40| 1400| 180| 2200| 340| Usearigidand precise machine and holder.
11| 1,200| 160| 1,000/ 100| 800 40| 1,200/ 210 1,800 390| *3) tﬂﬁ'liﬁl%fﬁm I8 UIc b DBE
SEEATL [14| 900| 170| 800| 100| 600 40| 900| 210[ 1400] 400 .. St;tfbﬁ}’fu;ik;lui ;
18 710| 160| 600 90| 480 40 710|200 1.110[ 3870] 3 4 7 sybmomnidiEnd 1/3 T
22 580| 150| 490 90| 390 40| 580| 190| 910| 350 ELTLEE D,
ap ~ ~p ~p ~p ~R When axial feed, please use 1/3 of amount of
Qe ~ 0.05D ~ 0.05D ~ 0.05D ~0.05D ~ 0.05D radial feed.
1R | 8000] 120] 6,700 70] 5,300 30| 8000] 150]12400] 280
158 | 5,300 140| 4.500 80| 3.500 40| 5300 180 8300| 330 h—Jb
2R | 4000 180| 3.300| 110] 2600 40| 4,000| 230| 6.200| 420 RN
3R | 2700] =200| 2,200/ 120| 1.800 50| 2700| 250| 4,100| 470 L
SBD2 4R | 2000] =240]| 1,700 140| 1.300 60| 2000| 300| 3.100| 560 |
5R | 1,600| 250/ 1,300 150| 1,100 60| 1.600| 320| 2500 600
SBD2L g 000| 260| 840| 150| 660 60| 1.000| 320| 1550| 600
10R| 800| 230 670] 140| 530 60| 800| 290| 1.240| 540
126R| 640| 200| 540 120| 420 50| 640| 250| 990| 470
ap ~0.3D ~0.3D ~0.3D ~0.3D ~0.3D
Pf ~0.7D ~0.7D ~0.7D ~0.7D ~0.7D
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7} IJE m 5 W 4 “JQ'I >/ I< E} l/ : #EREDEISEE  Recommended Milling Conditions for Roughing Endmills for Al, Cu
SRE3 (D) : #324)HIZF Recommended Milling Conditions for SRE3(D)

o “%t)JﬁIJ Slotting
kA =y = m— = {l
Work Material 7 L= =D LESE Auminum Alloys SRS SE Copper Alloys s | L
(A1200,A2024) (C2600,BC) %% ‘ %ﬁ
—35 « /% Coating | DLC J—|~ Pure DLC |/ >/ 1—|~ Non Coating| DLLC ZJ—1Is Pure DLC | /> Z1—~ Non Coating 1 ‘ﬁ)'i}
HIHIERE cutting Speed | 330~750 m/min|220~400 m/min| 100~140 m/min| 60~85 m/miN | |iing o
A XD | EERY | XD | OERE | XD | OERE | XD Milling
')'fo (mm) Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
= : ) : )
(rom) | (mm/min) | (rpm) | (mm/min) | (Fom) | (mm/min) | (rpm) | (mm/min) | sy ) mmiipsosn s, #5250 20%~ 30%7 v JaTgE
6 18,600 1,810| 12,400 1,110| 5,800 390| 3,500 210 <7,
8 14,000/ 2,020] 9,300| 1,240/ 4400 440| 2,600 240| When side milling, the feed-rate can be increased 20%-30% than
10 11,200 2,160 7,400 1,320| 3,500 470| 2,100 250| the following table.
12 9,300 2,260, 6,200 1,380| 2,900 500 1,750 260| F 2) VHAHED LieZBZ DEa(E. EDiREZ 20 ~ 30%
16 7,000 2,420 4,700 1,470| 2,200 530 1,300 280 & b_t(ﬁf'é’b_\o
20 5600 2280 3700 1.380 1,750 500 1.050 260 %l;n;;t(;]; cutting depth is large, please decrease the feed-rate by
0= 0.
74 — - = . "
PZILVZBAY Y I U I sz
Recommended Milling Conditions for ZAKKURI MILL for Aluminum
" ZIVEZOLEE HaE
WzﬁhMuaTear‘ial Aluminum Alloys Copper Alloys
(A1200,A2024) (C26008B,BC)
AR 180~200[240~300] 240~330 — .
Cutting Speed m/min m/min m/min S0~100m/min YA
xED =39 %D ED Condition of milling
[ElERY ; [E1EREL Feed E:r ; [ElER£ Feed
SE  |<pE| spnae | 0 (MM/MIn) e [(mm/min)| spinge | Fee (mm/min) e | (mm/min)
Product Code. | Size | Speed Z25A 3+ B Speed {8Em Speed Z25A b et Al
(rom) | rilling siotting | (FPM) | side miling | (rPM) Drilling Siotting | (rPM) | side milling
(mm/min) | (mm/min) (mm/min) (mm/min) | (mm/min) (mm/min)
4 |16,000 240 720 | 19,100 | 1,150 | 4,800 60 170 5,600 250
6 | 10,700 190 960 | 12,800 1,500 3,200 50 240 3,700 330 ;ﬁtﬂ‘ﬁ’u Slotting
8 8,000 140 1,100 9,600 1,580 2,400 40 250 2,800 380 | |
| i
10 6,400 130 1,150 7,600 1,720 1,900 30 290 2,200 400 |
SAE3Z| 12| 5300| 130 | 1,200 | 6400 | 1,820 | 1,600 35 290 | 1,900 | 420 / ap
16 4,000 110 1,200 4,800 | 2010 1,200 30 290 1,400 460 /D/
20| 3200| 100 | 1,150 | 3800 | 1,830 | 960 | 25 290 | 1,100 | 440 |331) UAHEHEREBRBEE.
#ED% 20 ~ 30%EE LTS,
ap B o 8p U 8p B D 8p D ifthe cutting depth is large,reduce the
Qe - 1D e | 03D ae - 1D e | 03D f;ed )ra;;:é approximately ﬁ’;ﬁ to 30“:;
SE2) M F vy o RBIEDS B8
YIHlRE 240~2001240~300)  240~330 O~ 100m/mi EDBLEDETERL EEL,
Cutting Speed /mi /mi /mi 50~100m/min
95p m/min_| m/min A _ Use a rigid and precise machine and
b xED b XD | holder.
[E1ERE ; [E1ER# Feed EETRSY ; ELTRSY Feed
SE  |BE| spnde | o0 (mm/min) | St |mm/min)| spingle | e (mm/min) Spindle | (mm/min)
Product Code. | Size Speed Z2Ad+ b Speed {8 Speed Z2AH b Speed Al i
(rpm) Drilling Siotting | (PM) | side miling | (rPM) Drilling siotting | (FPM) | Side milling RIETTEN side mitiing
(mm/min) | (mm/min) (mm/min) (mm/min) | (mm/min) (mm/min) .
4 | 22,300 330 1,000 | 26,300 | 1,600 7,200 90 260 8,000 360
6 | 14,900 270 1,340 | 17,600 | 2,050 | 4,800 70 360 5,300 480
8 [ 11,100 200 1,600 | 13,100 | 2,170 3,600 55 380 4,000 540
10 8,900 190 1,600 | 10,500 | 2,370 2,900 50 430 3,200 580
SAE3ZD| 12| 7.400| 180 | 1,680 | 8800 | 2500 | 2400 | 50 430 | 2700 | 600 |53 1) YIAHBHESEBIBEEE.
#ED% 20 ~ 30%EE LTS,
16 5,600 150 1,680 6,600 | 2,760 1,800 40 430 2,000 660 If the cutting depth is large,reduce the
20 | 4500| 135 | 1,600 | 5300| 2520 | 1,400 | 40 430 | 1,600 | 620 |feed rate by approximately 20% to 30%.
E2) B, FryIREIEDSD 2
ap - 1D ap 1D ap - 1D ap 1D EORLBDZEERLZEL,
Use arigid and precise machine and
de - 1D de 0.3D de - 1D de 0.3D |holder.

HMEGAHNMNIEF YIS FHEEEDPLITWVESE. 0.1D(D: TVRIIVAR) ZBRICATYIMIZLTLIEEL,
If chips are likely to be clogged during plunge cutting, the step processing by 0.1D (D=Dia.) is recomended.
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7} b E Fﬁ I I‘ E} b: HEIZEDEISRIE  Recommended Milling Conditions for Endmills for Al, Cu

bl FRIELIE]
Slotting Side Milling
JHE S Essias] mas | 7WS—oLAs| @Ee
Aluminum Alloys Copper Alloys Aluminum Alloys Copper Alloys
(A1200,A2024)| (C2600B,BC) |(A1200,A2024)| (C2600B,BC) PhASEE
sRE 180 ~ 240 50 ~ 85 220 ~ 330 60 ~ 100 Condition of milling
Cutting Speed m/min m/min m/min m/min
- | EEE | xXb | OEE | o | EEE | xb | [EH | &b
mE T.r_?f Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Product Code. % (rpm) |(mm/min)| (rom) |(mm/min)| (rom) | (mm/min)| (rom) | (mm/min)
1 |57,300 420| 15,900 80|70,100 650|19,100 120
1.5 138,200 430| 10,600 80|46,700 660 12,700 120
2 28,700 450| 8,000 80| 35,000 690| 9,600 120
3 19,100 470| 5,300 90|23,400 710| 6,400 130
4 14,300 530| 4,000 100|17,500 810| 4,800 150
5 |11,500 560| 3,200 100 14,000 850| 3,800 150
SAD2 6 9,600 590| 2,700 110|11,700 910| 3,200 160
8 7,200 660| 2,000 120| 8,800| 1,010| 2,400 180
10 | 5,700 760| 1,600 140 7,000| 1,160| 1,900 210
12 | 4,800 790| 1,300 150| 5,800/ 1,210| 1,600 220
dp 0.5D 0.5D 1.5D 1.5D
de D D ~0.2D ~0.2D
1 76,400 560 |26,400 130105,100 970]31,800 200
1.5 |51,000 580/| 17,600 130| 70,100 990|21,200 200
2 /38,200 600 13,200 140| 52,500| 1,030| 15,900 210
3 |25,500 620| 8,800 140| 35,000] 1,070|10,600 220
4 19,100 710| 6,600 160| 26,300 1,210| 8,000 250
5 15,300 740| 5,300 170| 21,000| 1,270| 6,400 260
SAD2D 6 |12,700 790| 4,400 180| 17,500| 1,360| 5,300 270
8 9,600 880| 3,300 200]| 13,100 1,520| 4,000 310
10 | 7,600| 1,010 2,600 230| 10500| 1,740| 3,200 350
12 | 6400| 1,060| 2,200 240| 8,.800| 1,820| 2,700 370
ap 0.5D 0.5D 1.5D 1.5D
de D D ~0.2D ~0.2D
3 19,100 570| 5,300 110|23,400 880| 6,400 160
4 (14,300 640| 4,000 12017500 980| 4,800 180 ya 4l
5 |11,500 670| 3,200 120]14,000| 1,030| 3,800 190 ;§ Vi E
6 9,600 850| 2,700 160|11,700| 1,290| 3,200 240 t)J tﬂ
SAE3 8 | 7200 950| 2,000| 180| 8800| 1.440| 2400 260] | Hl 1]
SAE3L |[10] 5700 1,010] 1,600] 190| 7,000] 1,650| 1,900] 280] |sioting Side
SAE3L-R |12 4800| 1,060| 1,300 200| 5800| 1,620| 1.600] 290 Milling
16 | 3600| 1,130| 1,000 210| 4,400| 1,730| 1,200 310
20 | 2900] 1.060| 800| 200| 3.500] 1.630| 1.000]| 300] 5% 1) fAHEH LRABADLER.EDE 20 ~ 30%EL LT AL,
ap 0.5D 0.5D 1.5D 1.5D If the cutting depth is large,reduce the feed rate by approximately 20% to 30%.
de D D ~0.2D ~0.2D E2) BT vy RAINOSEEOSVEOESERLEEL,
3 25,500 770| 8,800 180(35,000| 1,320|10,600 270 Use arigid and precise machine and holder.
4 119,100 860| 6,600 200/26,300| 1.470| 8,000 300 ;£ 3) tIEEHEHEIMICELEBDERELTLREE L,
5 |15,300 900| 5,300 210|21,000| 1,550| 6,400 310 Use a suitable cutting fluid.
6 [12,700| 1,130| 4,400 260|17,500| 1,940| 5,300 390
SAE3D [ 8 | 9600] 1.260| 3.300] 290[13,100] 2,170| 4.000] 440
SAE3LD 10 | 7600| 1,350| 2,600 310|10,600| 2,320| 3,200 470
SAE3LD-R 12 | 6,400| 1410| 2,200 330| 8,800| 2,430| 2,700 490
16 | 4800| 1,510| 1,700 350| 6,600| 2,590| 2,000 520
20 | 3,800| 1,420/| 1,300 330| 5,300| 2,440| 1,600 490
dp 0.5D 0.5D 1.5D 1.5D
de D D ~0.2D ~0.2D
TMEs 100m/min | 50m/min
R ¥ i ¥
Procﬁ%ude. T-S]:z/ef Sﬂfsfid )f%g. Sﬁi Sfid ’%%3.
(rpm)_[(mm/min)| (rpm) | (mm/min)
3 10,600 640| 5,300 200
4 8,000 690| 4,000 210
5 6,400 730| 3,200 230
6 5,300 780| 2,700 240
SAESLE [ 5.200] 560] 1600 90
SAE3LFD 12 2,700| 1,050| 1,300 320
16 2,000| 1,140| 1,000 350
MAE3LF& 50 | - - )
§AE3LFDO)1§JJ Zg 1 ’SOC,J\,Z 1,230 80(,)\,2 380
HIREFZEIUT ae 55 5
BIHIERE 180 ~ 240 50 ~ 85
Cutting Speed m/min m/min
o= T O3Rgy | b | EEE | &b
osstcoe. | 20 | ey |(omimin)| (toey. |(vmin) 1) ABEN HREAABE R, EDE 20 ~ 0%
1R |39,800 890 15,900 240 D \ { gt bt(n?“"
15R/26.500] 1.070]10.600 590 i | If the c_uttlng depth is large, reduce the feed rate by
2R 19900 1.350| 8000 360 | | approximately 20% to 30%.
3R |13.300] 1.510] 5.300 200 U E2) Heh. fvwﬁl&ﬂﬂ’li@&é%ﬁfé@%b\%@’&é
4R [10,000| 1,780| 4,000] 480 Ball R,

SBD2D 5R | 8.000] 1.910| 3.200 510 Milling Use a rigid and precise machine and holder.
BR | 6.600| 2,100 2,700 560 A 3) tIHLRIEHEIMISEL B DZEEELTLIEEL,
8R 5,000 1,900| 2,000 520 Use a suitable cutting fluid.
10R| 4,000/ 1,700| 1,600 460
ap ~0.3D ~0.3D
Pf ~0.7D ~0.7D
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S5T4VIITVRZIL (OK O—N) semmmuise

Recommended Milling Conditions for Roughing Endmills (OK Coated)

—AREE SR - o= - 550 - SBES
?&’ﬁUM Structﬁﬁﬁéﬁ? C%@bon@e%ﬂlloy?tzzﬁmrﬁﬁgﬂels Cﬁﬁn ;S(t;;ajssgjséﬁﬂ
Work Material S5400,555C,SCM,SK,SKD FC250 SUS304.316
~ 30HRC ~ 45HRC ~ 55HRC '
e 100~120m/min B5~75m/min 35~40m/min 100~120m/min 45~55m/min
B 3D Feed [EE5E XD Feed [EERE XD Feed [ElEEE XD Feed B2 3% Feed
= ~i% | Spindie {IE 3 Spindle {IE 5 Spindle {BIE 5 Spindle {BIE 3 Spindle {BIEg 5
Product Code. size | Speed | sideMiling | Slotting |  SP¢ed | sideMiling | Slotting | , SP¢ed | sideMiling | Slotting |  SP¢ed | sideMiling | Slotting | ,SP¢ed | SideMiling | Slotting
(rem) | mm/min) | mm/min) | (TPM) | mm/min) | (mm/min) | (TP | mm/min) | (mm/min) | (FPM) | (mm/min) | (mm/min) | (TPM) | (mm/min) | (mm/min)
5 | 6,400 | 440 370 4,100 | 260 220 2,200 70 60 6,400 | 470 410 2900 | 180 150
6 | 5300 | 410 350 3,500 | 250 210 1,900 70 60 5,300 | 450 380 2400 170 140
7 | 4500 | 450 380 3,000 | 280 230 1,600 70 60 4,500 | 480 410 2,000| 180 150
8 | 4000 | 390 330 2,600 | 240 200 1,400 60 50 4,000 | 420 360 1,800| 160 140
9 | 3500 | 420 360 2,300 | 260 210 1,200 70 60 3,600 | 450 390 1,600| 180 150
10 | 3,200 | 420 360 2,100 | 260 210 1,100 70 60 3,200 | 460 390 1,400| 170 140
11 | 2900 | 410 350 1,900 | 250 210 1,000 70 50 2,900 | 440 380 1,300| 170 140
SPSRC4A | 12| 2700 | 410 | 350 | 1,700| 240 | 200 900 | 60 50 |2,700| 440 | 380 | 1.200| 170 | 140
14 | 2,300 | 380 320 1,500 | 230 190 800 60 50 2300 | 410 350 1,000| 150 130
16 | 2,000 | 350 290 1,300 | 210 170 700 60 50 2,000 | 370 320 900 | 140 120
20 | 1,600 | 300 260 1,000 170 150 600 50 40 1,600 | 330 280 700| 120 100
22 | 1,400 | 280 240 900| 170 140 500 50 40 1,400 | 300 260 700| 130 110
25 | 1,300 | 270 230 800 | 160 130 400 40 30 1,300 | 290 250 600 | 120 100
dp o 1.5D 0.5D - 1.5D 0.5D - 1.5D 0.5D - 1.5D 0.5D - 1.5D 0.5D
de - 0.4D D - 0.3D D - 0.3D D - 0.5D D - 0.3D D
6 | 6,400 | 500 420 4,000 | 290 240 2,100 80 60 6,400 | 540 460 2900 | 210 170
8 | 4800 | 470 400 3,000 270 230 1,600 70 60 4800 | 510 440 2,200 | 200 170
10 | 3,800 | 500 430 2,400 | 290 240 1,300 80 70 3,800 | 540 460 1,800 | 220 180
SRE4GA 12 | 3,200 | 480 410 2,000 | 280 230 1,100 80 60 3,200 | 520 450 1,500 | 210 170
16 | 2400 | 420 350 1,500 | 240 200 800 60 50 2,400 | 450 380 1,700 | 180 150
20 | 1,900 | 360 300 1,200| 210 170 600 50 40 1,900 | 390 330 900 | 160 130
dp - 1.5D 0.5D - 1.5D 0.5D - 1.5D 0.5D - 1.5D 0.5D - 1.5D 0.5D
de - 0.3D D - 0.3D D - 0.3D D - 0.3D D - 0.3D D
‘ E 1) HAHEN LEEZEBRDEER, ED%Z 20 ~ 30%FEEUTLEE L,
1E|J | | g (}z}e cutting depth is large,reduce the feed rate by approximately 20% to
3 \ 0.
AR Eﬁﬁ i.% | *2) %M 3’-17‘y_7[3@H’T¢®Eé¥§ﬁ§@%b\%®7éé{§ﬁﬁ<Té“éb\o
Condition of milling %’IJ E’IJ EJ‘se a I'Iglfi‘ a}nd pre‘(l:lse T\achme and hqlder. )
Side "| Slotting & 3) UIEGRIFREMISE U BDZERE LT EELY,
Milling . a Use a suitable cutting fluid.
e

OVI5740ITVRZIL (OK O—B) sz

Recommended Milling Conditions for roughing Endmills (OK Coating)

—RAEIS AN - kR - S - FHEN =5
?Eﬁllffa“ Structural Steels, Carbon Steels, Alloy Steels, Hardened Steels Cﬁﬁ* XS tT IJ I/Stxlﬂﬂ
Work Material SS400,S55C,SCM,SK,SKD ;SCB" sugg§4 e;j 5
~ 30HRC ~ 45HRC ~ B55HRC ’ S
IR S
Catting Sp ;1 50~70m/min 40~50m/min 25~35m/min 55~70m/min 35~45m/min Condition of milling
o 5% Ik T3 XD BlERE | &ED [EIEREL XD BlERE | &ED EIEREL XD
PI’Ol;]UT)t Code. Si;e Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
' (rom) |[(Mm/min) | (rpm) | (Mm/min) | (rpm) [ (Mm/min) | (rpm) | (mMm/min) | (rem) | (mMm/min)
6 2,900 220 2,100 160 1,300 100 3,000 220 1,900 140 1?“@@]#“
8 2,200 330 | 1,600 240 1,000 | 150 2,200 330 | 1.400 210 SidelMilling
10 1,800 310 1,300 220 800 140 1,800 310 1,100 200
SRC4LA
12 1,500 370 1,100 270 700 170 1,500 370 1,000 230
16 1,100 330 800 240 500 150 1,100 330 700 210
20 900 310 650 220 400 140 900 310 600 200
ap ==y == ~2 ~8 ~2
TIARH ge
de 0.2D 0.2D 0.2D 0.2D 0.2D

A1) B FryvIRENEDS EEDESVVEDZESHERLIEEL,
Use a rigid and precise machine and holder.
E2) YIEPBEEEMISELIcDEEE L TLLIEE L,

Use a suitable cutting fluid.
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CCS3AS: VU w FHED AYH— mmmmzs

Recommended Milling Conditions for Countersinks

e —RIBERH - R Gl - BHEH AFV UM K
] Structural Steels, Carbon Steels Alloy Steels, Hardened Steels Stainless Steels Cast Iron
orkarera $5400,S55C SCM,SK,SKD SUS304,SUS316 FC250
A 100m/min 85m/min 70m/min 100m/min
s WA EEE | fExp | mXb | EERS | fEED | #ED : fiEX0 | XD | EERM | XD | XD
Di‘at. n‘ninon Spindle Speed Axial Feed Radial Feed | Spindle Speed Axial Feed Radial Feed | Spindle Speed Axial Feed Radial Feed | Spindle Speed Axial Feed Radial Feed
(mm) (rom) | (mm/min) [ (mm/min) | (rpm) | (mm/min) | (mm/min) | (rpm) | (mm/min) | (mm/min) | (rpm) | (mm/min) | (mm/min)
6 5,300 30 320 4,500 20 220 3,700 20 220 5,300 40 380
8 4,000 40 420 3,400 30 290 2,800 30 300 4,000 50 500
10 3,200 50 480 2,700 30 330 2,200 35 330 3,200 60 570
12 2,650 55 560 2,250 40 380 1,850 40 390 2,650 70 670
A1) HEEDTERADRE. FHEULEDOTNEZSIFTH S TERLIEE L,
In Axial-Feed processing, please use after opening hole is F or more.
E2) #EDFEEF. LA 90 . YhAZ 0.2D (D: IV RIILIAR) ZARELTVET,
The point angle 90A3 and 0.2D (D:end-mill diameter) of the depth are as reference of the radial feed rate.
" ~ — W
SVM/SVMA :HE (XU F) S semmser
Recommended Milling Conditions for V-pointed Endmills (SVM/SVMA)
—RRIEIS A - R - S - 5k —- -
?EZEUM Structural Steels, Carbon Steels, Alloy Steels, Cast Iron 73\;@ sI/St/}eﬁﬂ 71\ lil :,— 'j Aﬁkeﬁ
Work Material S5400,555C,SCM,SK,SKD,FCD ! uminum Alloys
SUS304,316 (A2024,A7075)
~ 30HRC ~ 45HRC
cﬁﬁﬂ%&d 50~60m/min 40~50m/min 30~40m/min 40~50m/min
B D Feed ElE5Ey D Feed ElE5Ey D Feed ElE5s D Feed
SE 1 Spindle ey . Spindle ey . Spindle ey . Spindle ey .
Product Code. Swo | Seed ﬁfa%g Rﬁﬁ% st ﬁﬁtﬁeg Hﬁﬁgj st fga?%eg Rﬁﬁg«i st ﬁ?%eg Rﬁﬁeoed
(rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min)
3 5,300 20 40 4,250 15 30 3,200 15 30 4,250 30 65
4 4,000 20 45 3,200 15 35 2,400 15 35 3,200 30 70
6 2,600 20 48 2,100 15 40 1,600 15 40 2,100 30 75
SVM 8 2,000 20 52 1,600 15 45 1,200 15 45 1,600 30 90
10 1,600 20 55 1,300 15 48 950 15 48 1,300 30 90
12 1,300 20 55 1,050 15 48 800 15 48 1,050 30 95
16 1,000 25 65 800 20 52 600 20 52 800 40 95
20 800 25 65 650 20 52 480 20 52 650 40 90
3 6,400 25 50 5,300 20 40 4,200 20 40 5,300 40 80
4 4,800 25 55 4,000 20 45 3,200 20 45 4,000 40 85
6 3,200 25 60 2,650 20 50 2,100 20 50 2,650 40 90
SVMA 8 2,400 25 65 2,000 20 55 1,600 20 55 2,000 40 110
10 1,900 25 70 1,600 20 60 1,300 20 60 1,600 40 110
12 1,600 25 70 1,350 20 60 1,050 20 60 1,350 40 120
16 1,200 30 80 1,000 25 65 800 25 65 1,000 50 120
20 950 30 80 800 25 65 640 25 65 800 50 110

1. 5w 1 90" BIHIDBEETY .
2.120°[FXD DI 50%FTHEPEFT,

3. FEmZEERAUEVBSEE. BREORI I ITY RI)L (SED2) DRMERZETBRIEE L,

Note 1) There Milling Conditions are the point angle : It is 90°.
Note 2) When the point angle is 120°, only the feed speed can be increased by 50%.

SVCA:V BhYHI— wmmmuss

Recommended Milling Conditions for V Groove Cutters

Note 3) Please refer to the condition table of usual Square endmills (SED2) when you do not use the point.

— RGN - k& - G2 - ik . -
?EZE'JM Structural Steels, Carbon Steels, Alloy Steels, Cast Iron XStZ;Ié sI/St/}eﬁﬂ 71\ li’:,— 'j Aﬁkeﬁ
) i uminum Alloys
Work Material 33|§;CCJ:O,8550,SCM,SK,SKD.F4CSDHRC SUS304.316 (A2024.A7075)
cﬁﬁﬂ%&d 50~60m/min 40~50m/min 30~40m/min 40~50m/min
e Iﬁslﬁdlﬁ ZE D Feed Iﬁslﬁd{ﬁ D Feed Iﬁg‘%{ﬁ D Feed Es]iz—(__\ﬂw D Feed
oo 7 pindie ftixD XD pincte #eixD XD pincte fi13730) XD pincte i13730) XD
Product Code. Size Speed MxalFeed | Radial Feed Speed MxalFeed | Radial Feed Speed MxalFeed | Radial Feed Speed Axal Feed Ratial Feed
(rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min)
3 6,400 60 105 5,300 20 40 4,200 20 40 5300 50 120
4 4,800 60 110 4,000 20 45 3,200 20 45 4000 50 125
6 3,200 60 115 2,650 20 50 2,100 20 50 2650 50 120
SVCA 8 2,400 60 120 2,000 20 55 1,600 20 55 2000 50 140
10 1,900 60 125 1,600 20 60 1,300 20 60 1600 50 140
12 1,600 60 125 1,350 20 60 1,050 20 60 1350 50 150
16 1,200 65 130 1,000 25 65 800 25 65 1000 55 150
20 950 65 130 800 25 65 640 25 65 800 55 140

A1) MIRICEDET, B - EXDEREZFHELTTEL.
Please Adjust the rotation speed and feed rate according to the machininig diameter.
A 2) PILEMAOEEIEHERE B Ao

Groove cutting on aluminum material is not possible.
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SDXA4AHERHIEMF
Recommended Drilling Conditions for SDX4A
—RRAEE R SRR S-SRk ‘
I Structural Steels, Carbon Steels, Alloy Steels, Cast Iron IRAREATFHER
Work Material S8400,855C,SCM,SK,SKD,FCD Du'c:tgsbcea%tloron
~30HRC 30~45HRC 45~55HRC ¢ )
R 60~100 m/min 40~50 m/min 15~20 m/min 50~70 m/min
BN (ke %D [ElL2d b=35) (L2 b=30) Bk %D
IR UlingGondiin | Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia.(mm) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
3 6,400 0.15 4,200 0.07 1,600 0.07 5,300 0.15
4 5,200 0.17 3,800 0.08 1,200 0.07 4,400 0.17
6 4,000 0.20 2,700 0.09 800 0.07 3,400 0.20
8 3,200 0.23 2,000 0.10 600 0.08 2,600 0.23
10 2,500 0.25 1,600 0.12 480 0.08 2,100 0.25
12 2,100 0.25 1,250 0.12 400 0.08 1,750 0.25
14 1,900 0.27 1,150 0.13 400 0.08 1,500 0.27
16 1,800 0.27 1,000 0.13 400 0.08 1,300 0.28
18 1,650 0.30 900 0.14 350 0.08 1,200 0.30
20 1,500 0.30 800 0.15 320 0.10 1,100 0.30
SSND : HERTHISF
Recommended Drilling Conditions for SSND
FPIVEZULEE wEE
Wo*rfﬁllljzrial Aluminum A|||D:;/S Coppe?Alloys
(A2024,AC8A) (C26008B.,BC)
CIHlERRE . .
Gutting Speed 300 m/min 200 m/min
BRI [EIEEE %D [Elk7re %=b
iz~ Spindle Speed Feed Spindle Speed Feed
Dia(mm) (rpm) (mm/min) (rpm) (mm/min)
3 32,000 3,000 21,000 1,500
4 24,000 2,400 16,000 1,200
6 16,000 1,600 11,000 800
8 12,000 1,200 8,000 600
10 9,600 960 6,400 480
12 8,000 800 5,300 400
13 7,300 700 4,900 370
SSN : #BYIHIZH
Recommended Drilling Conditions for SSN
—ARIBIE A R S 8- 58k —— ) A . =
e Structural Steels, Carbon Steels, Alloy Steels, Cast Iron ZIWE=oLhE® mag BETSRF VY
Work Material S$S400,855C,SCM,SK,SKD,FCD Aluminum Alloys Copper Alloys Reinforced Plastics
~200HB ~300HB ~500HB (A2024,AC8A) (C2600B.,BC) (FRP)
JHEE | 60 m/min 30 m/min 10 m/min 200 m/min 150 m/min 150 m/min
COHIZRM R %D Bk =38} Bk b-30) (1L %0 [EIE74 b-30) [EIk74 b-30)
oy~ Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia(mm) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3 6,300 720 3,100 180 1,060 48 21,000 2,400 16,000 1,350 16,000 1,280
4 4,800 480 2,400 120 800 32 16,000 1,600 12,000 900 12,000 850
6 3,200 320 1,600 80 530 21 11,000 1,100 8,000 600 8,000 560
8 2,400 240 1,200 60 400 16 8,000 800 6,000 450 6,000 430
10 1,900 190 950 50 320 13 6,400 640 4,800 360 4,800 340
12 1,600 160 800 40 270 10 5,300 530 4,000 300 4,000 280
13 1,450 150 730 35 245 9 4,900 490 3,700 280 3,700 260
SDFA: (FFER) #RHIF4
Recommended Drilling Conditions for SDFA (on Flat Surface)
—RRAEE R RRE- 5 A1 T BBk . ) _ N
I Structural Steels, Carbon Steels, Cast Iron a&i-50 51 Uik ZIWE=oLhEE
Work Material SS400,S55C,SK,SKD,FC Alloy Steels, Ductile Cast Iron A2|um2|num Alloys
M,NAK,FCD, A 4,A707
~30HRC ~40HRC ~B0HRC (SCMNAKFCD) (A2024A7075)
N 75 m/min 50 m/min 30 m/min 65 m/min 110 m/min
CIEISRM | [EERE %D Bl b=35) Bk %D Bk %D Bk b=30)
@D Uilngdion | Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
(mm) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
1 23,900 | 0.005~0.04 | 15,900 | 0.005~0.03 9,600 | 0.005~0.02 | 20,700 | 0.005~0.04 | 35,000 | 0.005~0.04
2 11,900 | 0.010~0.06 8,000 | 0.010~0.04 4,800 | 0.005~0.02 | 10,300 | 0.010~0.06 | 17,500 | 0.010~0.06
3 8,000 | 0.010~0.08 5,300 | 0.010~0.06 3,200 | 0.005~0.02 6,900 | 0.010~0.08| 11,700 | 0.010~0.08
4 6,000 | 0.010~0.10 4,000 | 0.010~0.08 2,400 | 0.005~0.03 5,200 | 0.010~0.10 8,800 | 0.010~0.10
5 4,800 | 0.010~0.10 3,200 | 0.010~0.08 1,900 | 0.010~0.05 4,200 | 0.010~0.10 7,000 | 0.010~0.10
6 4,000 | 0.015~0.15 2,600 | 0.015~0.13 1,600 | 0.010~0.08 3,600 | 0.015~0.15 5,800 | 0.015~0.15
8 3,000 | 0.020~0.20 2,000 | 0.020~0.16 1,200 | 0.010~0.10 2,600 | 0.020~0.20 4,400 | 0.020~0.20
10 2,400 | 0.020~0.22 1,600 | 0.020~0.18 960 |0.010~0.12 2,100 | 0.020~0.22 3,500 | 0.020~0.22
12 2,000 | 0.020~0.25 1,300 | 0.020~0.22 800 | 0.010~0.18 1,750 | 0.020~0.25 2,900 | 0.020~0.25
16 1,500 | 0.030~0.30 1,000 | 0.030~0.26 600 | 0.020~0.20 1,300 | 0.030~0.30 2,200 | 0.030~0.30
20 1,200 | 0.040~0.35 800 | 0.040~0.30 480 | 0.030~0.22 1,050 | 0.040~0.35 1,750 | 0.040~0.35
1) EECHEREIHIRA S FEANDONRS I T ONTRS (ENRD2EZERELTVETD, BRI
Please use under the premise that the work surface is flat and drilling depth is under 2xDc. Incline Angle

A2) EDREEDBERIF. TRRNSIHD TIEE . ZNTEIMLIYEDEAT IBE(F. T5ICE0%D S T EE L,
As a guideline for the feed rate, start from the lower limit, and if the hole diameter still increases, start from 50% more.

E3) RPEANOTUIN L&, TECORERBZDENLET .

As for the drilling to a inclined surface, please adjust to the following speed.

AERIAED 30" LI TDBEIR. XDREZL0~B0%IEEEL TLEE L,

A:When the inclination angle is to or less than 30°, please set the feed speed in 40-60%.

BAERIAED 30 2R IHE(E. EDEREZ20~50%IFRELTLEE L,

B:When the inclination angle is more than 30°, please set the feed speed in 20-50%.
E4) YIbMDRLIEDINIDBEERAT Y TINLIZTE TS,
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When the chips are the drilling which become long, please use step drilling.

i

MMERBECI O CREARDHETY,

Incline Angle
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SSF : #:RIFISM

Recommended Milling Conditions for SSF

R G & ‘ N N
T Carbon Steels, Alloy Steels 2573 HRARTH L FIE=ULEE HER
Work Material (S50C,SCM,SK,SKD) Cast Iron Ductile Cast Iron Aluminum Alloys Copper Alloys
—30HRC 30~45HRC (FC150,FC250) (FCDB00) (A2024,AC8A) (C2600B,BC)
TR 60 m/min 45 m/min 60 m/min 45 m/min 200 m/min 150 m/min
EOHISRME| B ED [EIET %D [EIES ED (EIE¢ %D [EIEE %D BIERH %D
g~ gpindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia(mm) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
20 950 290 720 210 950 290 720 210 3,200 960 2,400 720
25 760 230 570 170 760 230 570 170 2,600 780 1,900 570
30 640 340 470 250 640 340 470 250 2,100 1,130 1,600 860
45 420 380 320 290 420 380 320 290 1,400 1,260 1,100 990
SMS : HERYIEIS M
Recommended Milling Conditions for SMS
PRI G & ‘ .
e Carbon Steels, Alloy Steels ik ERIARENTH PIWEZULEE HEE
Work Material (S55C,SCM,SK,SKD) Cast Iron Ductile Cast Iron Aluminum Alloys Copper Alloys
—30HRC 30~45HRC (FC150,FC250) (FCDB00) (A2024,AC8A) (C2600B,BC)
TR 60 m/min 45 m/min 60 m/min 45 m/min 200 m/min 150 m/min
EOHIZRME| B ED [EILTE %D [EIESY ED (EIE¢ %D [EIEE %D EIERH %D
g~ gpindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia(mm) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
50 380 380 290 150 380 380 290 160 1,270 690 960 520
75 250 280 190 210 250 280 190 220 850 950 640 720
100 190 270 140 190 190 270 140 200 640 900 480 670
125 150 310 115 230 150 310 115 240 510 1,040 380 770
BSCG:#t &R {NHIS M4
Recommended Milling Conditions for BSCG
bl BRI SR f7373
Wor el (5555 5EM 8K SKD) (Fo286 165400
I B b3s) B =D
e | g i oy .-
HliE
gﬁ% )C“"ing it T=30 T=5 5<T=20 20<T=30 T=30 T=5 5<T=20 20<T=30
ia(mm
75 125-210 30—200 30—250 15—-150 125-250 45—-250 45—-380 30—240
100 100—-160 30—200 30—250 15—150 100—200 45—250 45—380 30—250
125 75—130 30—-180 30—230 15—-140 75—150 40—230 40—340 30—250
150 65—-110 30—-190 30—230 15—-140 65—130 40—230 40—-350 30—220
175 55— 90 25—-170 25—220 15—-130 55-110 40—220 40—330 25—210
200 50— 80 — 25—210 15—-120 50—-100 40—-210 40—-310 25—210
BSSG:#RAISM
Recommended Milling Conditions for BSSG
Al s i E] ik
Work Wateria (S58C.5CN 8K SKD) (FC250.FCD400)
M B %D B %D
i o
YR
gﬁ% )C“m”g ki T=30 T=5 5<T=20 20<T=30 T=30 T=5 5<T=20 20<T=30
ia(mm
75 125—210 40—-310 40—-210 20—-170 125—250 60—-500 60—370 40—250
100 100—-160 35—-280 35—-190 20—-150 100—200 60—-480 60—360 35—240
125 75—130 30—270 30—-180 15—-140 75—-150 50—-420 50—-310 30—-210
150 65—-110 30—240 30—170 15—-135 65—130 50—410 50—-310 30—210
175 55— 90 30—240 30—-160 15—-130 55—-110 50—-400 50—300 30—200
200 50— 80 30—240 30—-160 15—-130 50—100 50—-400 50—300 30—200
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U—IMID SNy a—-F120T

Trouble shooting for reaming work

Abnormal peripheral adrasion

AEID TR,

Insufficient cooling.

@ WHIHDESHEL,

Hardness of the work material is too high.

rSJIVERR R A Xt &R
Troubles Probable causes Remedies
OEfTEADINEL, OENERZEXRELT D,
Too small chamfer angle. Increase the chamfer angle.
NEDEEEFE OUHIRENERT ED, OUHEIEEEEL T B,
(iE".%“@UJﬁUICBL\t) Too high cutting speed. Decrease the cutting speed.

O+ DIFYIEIMBZHHET D, VIHIHZRETD .

Supply sufficient amount of cutting oil. Select cutting oil again.

OU—YDHEXE,

Change reamer material.

INEDILA

Enlargement of hole diameter

@)UY —XFU—TDIRN,

Run-out of the chuck or reamer.
QU —HHKEL,

Removal amount too large.
ov—UVBDEE.

Fused margin.

O —YDHE. BNEEDIRNZHEND.
Check for any deflection at the outer circumference or at biting section of a reamer.
QU —YR=ZENELT D,
Decrease removal amount.
O+ NIFYHIMEZ MG T D,
Supply sufficient amount of cutting oil.
O —YDEREMIHDEHE D TVNDHHERT B
Check to see if the reamer and work are concentric.

OUEISM. BIfHIKOANTUEZREND,

Check for any burr made at the time of regrinding.

TNEDHEIN

Decreased hole diameter

@ —<HVINELY,

Removal amount too small.

OUININDEFELTLD,

Worm-out cutting edge.

QYR =ZEXRELT D,

Increase the removal amount.

OFHICBIHEIT .

Perform regrinding in early stage of wear.
@ —YDHARZEREAND,
Check the reamer diametter.
O TYDHEIREDAETVEE(IC, IITHE. IEHEC D,

Shrinkage happens after machining when heat expansion ratio of work is large.

O —IVIREERL T D,

Make the margin width narrower.

TNDEME
EEEDOFR

Defective roundness or straightness

OU—THNEL,
Removal amount too small.

ORI UANTESL,
Incorrect spiral angle.

@RFTEHNAEL,

Too large chamfer angle.

O —IH=ZEXRELTD,
Increase the removal amount.
OEXRI LA, FFERDEN - ZHRAT 2.

Use a left hand helical flute or unequal spacing reamer.

ORFMEZNELT D,

Decrease the chamfer angle.

T ETEOSSERR

Defective finished surface roughness

OBHEHB KUY — I VEDEIE.

Fused chamfer or margin.
@ —<HEIED,

Incorrect removal amount.
@TDBHEEE D,

Chip blockade.
OHIMEDTE,

Insufficient application of cutting fluid.
@ N EFRDEL TIEL,

Flute tip shapes is not propriety.

O+ NIEYHIMEZHIGT Do
Supply sufficient amount of cutting oil.
O —VHEZITECHALBITECHEHEST IR LD,
Either too large or too small size of removal amount lowers the quality of surface roughness.
O —YDHBRE., FyITRTy heEET B,
Change reamer teeth groove depth and chip pocket depth.
O+ HIFHIMEZHIGT Do

Supply sufficient amount of cutting oil.

O <LA. NyvIF—)\=HAXD,

Check the rake angle and back taper.

N—IUBDBEE
Fused margin

OUHEENET E D,
Too high cutting speed.

QXD FENEHT ED,
Too high feed speed.

OUINHDEFEIC K DFHF.

Heat generated through worm flute.

OUJHHEDTE.

Insufficient application of cutting fluid.

OHIREZEL T2,

Decrease the cutting speed.

QXD EREZEL T D,

Decrease the feed speed.

ORHCBMEIT D, Y—VYDMEZEET D,

Perform re-grinding in early stage of wear. Change reamer material.

O+ DIFYIEIMBZHHET Do

Supply sufficient amount of cutting oil.

U—X DR, BEME

Broken reamer and burning

QU —HHKEL,
Removal amount too large.
1D BHEE D,
Chip blockade.
OLIHHEDTE.
Insufficient application of cutting fluid.
OEEH., EDREHET E D,
Too high spindle speed and feed speed.

OUNIHEFREL TS,

Worm-out cutting edge.
O~ —IJUVIEHEL,

Margin width too wide.

QU —YR=ZENELT D,
Decrease the removal amount.

OU—TYDHEBRE, FyIRT v heEET B,
Change reamer teeth groove depth and chip pocket depth.

O+ NIFYHIMEZ MG T Do

Supply sufficient amount of cutting oil.

OLEE. EDFEEZELT D,

Decrease spindle speed and feed speed.

OFHCHIREIT %,

Perform re-grinding in early stage of wear.

OV —IUIEERL T D,

Make the margin width narrower.
@ TNDHEND . BHFNHELDY,

Check for bend of hole or center non-alignment.

U—DFahiaL)

Reamer life is too short

OHIRMENET ED,
Too high cutting conditions.
OHIMEDTE,

Insufficient application of cutting fluid.

OISR ZEL T D,
Decrease the cutting conditions.
O+ DIFYIEIMEZHHET 2. IHIHZRETD

Supply sufficient amount of cutting oil. Select cutting oil again.

O —VYDHEEEZ LIFD,

The edge hardness of the reamer is raised.

O —VYDOMBEZEET Do FICIFREWEZITS,
Change reamer material. Also apply surface coating.
OENNSANUANIVHICEZTHD,
Chenge from the straight flute to helical flute.

O —YERTCOEXSNDIERZEMRIRLTH Do

Review all factors which affect accuracy of reaming work.
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IVRIWDRSINWNYa—F142T

Trouble shooting of endmills

~SJIVERKR

Troubles

=

Probable causes

X E

Remedies

T EFEETHEN

Insufficient roughness of finished

OtJEIFFDOUT b,
Chatter during cutting.

@I RI)LDEEHZETIFD
Slow down the spindle speed.
OHMME I (FF v v I DREIEZE EIF B,
Raise the rigidity of the machine or the chuck.
@7 vT7Hhy hTHIB,
Cut down by the up-cut.
QI RINVDARZMHER/IRICT Do
Make the cutting edge length of the endmills a minimum requirement.
OILY RINVOREHUEZHER/IRICT B,
Make the amount of the extension length in the endmills a minimum
requirement.

T ETED 512

Finish surface undulates

The number of cutting tooth is a little.
@UIDIAFRE D KEL,
The cutting depth is large

surface OUINIRZRDAE, QEELTHERITA., T<VADIY RIEES.
The cutting egde shape is not suitable. Choose the endmills in a proper outer flank angle and the rake angle.
@UINHDERE. OFHCBIEZT .
The cutting egde is worn out. Re-grind in hurry.
@ XD IERENEL, QXD REZELT D,
The feed speed is fast. Slow down the feed speed.
O@UJHIHDE @ E IS HLHZRE S,
The cutting fluid is not sutable. Choose a proper cutting fluid.
OLJHIADRE, OtHHDEZZ < T D,
The cutting fluid is lack. Increase the amount of the cutting fluid.
Q@R UNAHKEL, O@RUNADINEVNIY RILZEES,
The helix angle is large. Choose the endmills of a small helix angle.
@D, OFIHDLWNI Y RZLZEESN.

Choose the endmills having more number of flutes.
OLIDIAHREZINEL T B,
Make the cutting depth smaller.

YINTDEEFE - BETHELLY

Serious wear and burning

The work material is too hard.

OUINARARDAE

The cutting egde shape is not suitable.
O@EIMDTE

The cutting fluid is not suitable.
@LJHHDRE

The cutting fluid is lack.

QXD IERENEL, QXD REZELT D,
The feed rate is fast. Slow down the feed speed.
Ot DAHFREHKREL, OtIDIAHREZINEL T Do
The cutting depth is large. Make the cutting depth smaller.
y . @3 DEENEL, @D FEEEEL T Do
tIEEDIESN The feed rate is fast. Slow down the feed speed.
Inclination of cutting slot QORETHUENKEL, QT RIIVDREHULEZNER/IRICT B,
The amount of the extension Length is large. Make the amount of the extension length in the endmills a minimum requirement.
@R UNAHKEL, QRUNADINEVWIY RILZEES.
The helix angle is large. Choose the endmills of a small helix angle.
@D IRENEL, QXD REZELT D,
The feed rate is fast. Slow down the feed speed.
e O@UJHIBHDAE, @ EYFYIHIHZRE S,
FamhEEL The cutting fluid is not suitable. Choose a proper cutting fluid.
Endmill life is too short OUJHIBADRE. OUHIEDEZ%< T Do
The cutting fluid is lack. Increase the amount of the cutting fluid.
OLINANDFE. @FEEIRET Do
The cutting rubbish welds the cutting edge. Remove the welded rubbish.
QHHIMNIET ED, QXD REZELT D,

Slow down the feed speed.

@ OKI— hR7ZERT 2.

Use the OK coarted endmills.
QEEFHERIFA, T<VADIY RIILERES,
Choose the endmills in a proper outer flank angle and the rake angle.
@ E/FEIHIMZER S,
Choose a proper cutting fluid.
OUHHDEZZ < T D,

Increase the amount of the cutting fluid.

VORI DRI KET

Fracture cutting egde during cutting

@ T — U DEENHTHL

The fixation of work piece is weak.
@ REI DI RIFIRBE

Material defect of work material.

@I RI)LOFMHRIFTE

Clutches of the chuck are lack.
@XDIEEHHEL

The feed rate is fast.
@LINIRARDAE,

The cutting egde shape is not suitable.
O DAHRENKEL,

The cutting depth is large.

O —UDEEZE®RILT .

Strengthen the fixation of work pieces.
QFHIDEE DL SZFHHT Do

Cancel the irregularity of the hardness of the work material.

@I RI)LDFEHRITZERIET Do
Make tightening the chuck strong.

QXD EEZEL T Do

Slow down the feed speed.
Q@ EELHNELIFAE., T<VADIY RIIVZEES.
Choose the endmills in a proper outer flank angle and the rake angle.
OUIDIAHREZEINEL T D,
Make the cutting depth smaller.

YIBI DR

Breakage during cutting

QXD IREHEL,

The feed rate is fast.
OU)DAHFREDKEL,

The cutting depth is large.
ORTHULEHKEL,

The amount of the extension length is large.

@I RI)LOHEDMITARE.

Clutches of the chuck are lack.

@I RI)LDARDERL,

The cutting edge length of the endmills is too long.

QXD REZELT D,
Slow down the feed speed.
OU)DIAHREZEINEL T D,
Make the cutting depth smaller.
@IV RI)DEEH UEZNER/IRICT Do
Make the amount of the extension length in the endmills a minimum requirement.

@I RI)LOfEHFIFZRILT Do
Make tightening the chuck strong.

O FIDARZEMER/IRICT Do

Make the cutting edge length of the endmills a minimum requirement.
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Trouble shooting for drilling work

132

~SJIVIRR R X R
Troubles Probable causes Remedies
@EDEENRITED, @EXDEEZEELT D,
Too high feed speed. Decrease the feed Speed.
OHIHDTES OHWMNIIF v v I DRI Z LD,
Machine failure. Raising rigidity of the machine or chuck.
TROEHHEN 0T — U DO HFDFES OT—UDISYTELOND EITHS,

Surface roughness of drilled hole

Work loading failure.

Firmly clamp the work,

OtIEHDTE @ EESYIHLHZRE S,
Cutting fluid not suitable. Choose proper cutting fluid,
OtJHHEDTE O+ NIFVIHIHEZMHIET D,
Insufficient application of cutting fluid. Supply sufficient amount of cutting fluid.
OREY RILHMRNTWL D, OREY RILDIRNZEIEHT .
Spindle run-out. Mending run-out of the spindle.
@ RULHIRNTWL D, @ RUILDIRNZEIEHT .
Drill run-out. Mending run-out of the drill.
OFEILIT Y IDIRID QEEICHEHIT 5.
TREHARELED Centre deviation of chisel edge. Re-grind to get proper.
A hole size gets larger QU vy II\A QEIEICHEHEIT 2.
e i S Lip height. Re-grind to get proper.
TRDAIEDIFSDL @ hEE AL, @D EERE TS,
Difference of position of hole Too high feed speed. Decrease the feed Speed.
HHbO. #nNn OV —IJVEHEFEL TS, @EIEICHEIRHEIT 5.
Bend or falling hole Worm-out margin. Re-grind to get proper.
o \ OBERR @YUV I ZEBIEICHEIREIT D,
TNOEMEDHEN Bitting failure. Re-grind to get proper thinning.
The hole roundness is not sufficient OtV RUILTHIINIT D,
Pre-process with a center drill.
@UJHIHDRE @ E S HLHZRE S,
Cutting fluid not suitable. Choose proper cutting fluid.
OLEAEDTE. O HEYEIHBELIAT B,

Insufficient application of cutting fluid.

Supply sufficient amount of cutting fluid.

@:E D FENEL, QXD FEZEL T D,
Too high feed speed. Decrease the feed Speed.
OYINFIRDTE QEELFRIAA, X—I VB, SV RIRICT D,
Flute tip shapes is not propriety. Makes to proper rake angle, the width of margin, and width of fluted land.
OEfERE O V=V U BIEICHEIRHEIT %,
RUJLDEE. Bitting failure. Re—f}rind t? get propfithinning.
o . Pre-process with a center drill.
Drill is wear-out or burning. OLIEEHDTE @ EEHESHEZER.
Cutting fluid not suitable. Choose proper cutting fluid.
OJHIRMEDRE. O+ HIFYIHIMBZHHIET Do
Insufficient application of cutting fluid. Supply sufficient amount of cutting fluid.
@ KU LIEDTE O RUILDMEZEEZ D
Drill material not suitable. Change drill material.
@XDIEREHE. QXD REZELT D,
Too high feed speed. Decrease the feed Speed.
@FMMBIEDTRE QM IIRAEY RILDREIEZ EIFD,
YIEIRRDITIE Machine rigidity shortage. Raising rigidity of the machine or spindle.
Breakage during cutting @ RUJLDED FFARE @ RUJLDED I ZEFZRICT D

Drill setting failure.

@J—U DD [HIFFRE

Work setting failure.

Steady the drill retainer.
@U—UDUSYTELO>DDEITS,

Firmly clamp the work.
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Ay F— - AFIVY—MIDO STV a—FT1VT

Trouble shooting for side milling cutters and metal slitting saws

Fracture cutting edge
during cutting

Too small angled cutting edge.
@7 —/\DiRN. BEHDHKEL,
Too large deflection or bend of arbor.
OUDIAHDKREL
Too large depth of cut.

~STJIVIRR IR BN X R

Troubles Probable causes Remedies

@FHIMDED I DK IE @HHIM ZRE [CED 1T Do
The work piece is not attached securely. Fix the work piece firmly.

_ Q@RTABEMINEL. RIFDWVTLIELY, ORI AADEEFHDZEFED,
YIEIDUUb Too small rake angle, or no rake angle. Use a cutter/metal slitting saw with proper rake angle.
Chattering during cutting OENDcHRULIENEL, OTEHANICEZ D,

Poor bite due to straight tooth. Use a cutter/metal slitting saw with staggered tooth.
O@FE. EDEENIEL, OUHIRMGZEET B,
Too high cutting speed and feed speed. Change cutting conditions.
@5 v 5T —DENTEL, OHNRZEINELT D, XNl BOXKEVWIEZEFED,
Lack in firmness of cutter. Use a cutter/metal slitting saw with smaller outside diameter or a
tool with broader width.
s = @I DIAHDKEL, OUIDAHZINEL T D,
t]JEUEPG)ﬁE-Hﬁ _ Too large depth of cut. Make small depth of cut.
resge e e ®ix DRENEL\, OXDREEE T D,
Too high feed speed. Decrease the feed speed.
OUINANEFELTVD, OFHICHIAET %,
Worm-out cutting edge. Perform re-grinding in early stage of wear.
@FHIM DEENTEL . @HHIM 7ZRE [CED I Do
The work piece is not fixed firmly. Fix the work piece firmly.
@XDEEHE, QXD REZEL T B,
YD RIS Too high feed speed. Decrease the feed speed.
OFEADINEL, ONFERAZHEIEICIHET %

Grinding the angle properly.
@EEDRVTI —/I\ZFES,
Use a high-precision arbor.

O)DAHEINEL T D,
Make small depth of cut.

B, ®IrELL

Serious wear and burning

@ FENHEL,
Too high cutting speed.
@S EDRIFAEDNEL,
Excessively small peripheral relief angle.
OFHI DES HFEL.

Hardness of the work material is too high.

OEEHZEL T D,

Slow down the spindle speed.

ONEDRIFAEZIEET Do
Mondify the relief angle property.

OFRHEZTT S,

Apply surface coating to the cutter/metal slitting saw.

PINHEL
Poor cutting quality

OUINIDEFEHKEL,

Excessively worm-out cutting edge.
@i E TEDTES,
A'tool to be used is not suited to the work material.

Q@RTABMINEL., XIFDWVTLIEEL,

Too small rake angle,or no rake angle.

OFHICHIET D,

Perform re-grinding in early stage of wear.
OFADIEZ[ED,

Use a tool specially designed for the work.

ORI A ADEEFHDZEES.

Use a cutter /metal slitting saw with proper rake angle.

OYJHIENKETED,
Too large amount of chips are produced.

@F v IR w hhUhEL,

@EDRE, VIDAHEZRHET D,
Adjust the feed speed and depth of cut.

OIHBDIMENWTEZRES,

of finished surface

Chips bite the work material.
OFIEDHEREHVNEL,

Too small medium to low gradient of side surface.
OtJEIFRICUTbHATTU S,

Chatter during cutting.

TIb¥HDED Small chip pocket. Use a tool with less number of teeth.
Chip clogging @IHLHENAMELY, OUHIHEZZL T %,
Insuficient application of cutting fluid. Apply a large amount of cutting fluid to work material.
OF v TRT v FOFARDEL, OF v TRy FOFARZIEIET Do
Improper shape of chip pocket. Modify the chip poket to have a proper shape.
QXD EEHEL, QXD EEZEL T D,
Too high feed speed. Decrease the feed speed.
@FENEL, OUJHIEE. Bz LIFD,.
Too slow cutting speed. Increase cutting speed and spindle speed.
 EIFEREDEL) @UINFIDEFEDKEL, OFHICHNET %,
- - Excessively worm -out cutting edge. Perform re-grinding in early stage of wear.
e O)D BHH AL, OB ENEL B,

Make small depth of cut.
OfEHDOHERARZEZXREL T D,

Make the medium to low gradient greater.

QUUDIERZET Do

Take measures against chatter.

PERBEHEL

Poor dimensional precision

@7 —/\DHND, XIFHS—DIEEHEL.
Bent arbor,or insufficient precision of collar.
OUINHADEFENKEL,
Excessively worm -out cutting edge.
@I DIAHFDKEL,
Too large depth of cut.
OILEDMEICHAN, HENKEL,

Outside diameter is larger than tool width.

@7 —/\, A5—ZELLT D,

Correct the arbor and the collar.

OFHICHNET D,

Perform re-grinding in early stage of wear.
OUIDAHZINEL T D,

Make small depth of cut.
OTEDSEZ., BIEDEDICEET .

Use a cutter/metal slitting saw with proper outside diameter.
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miEd—R B/EN—- miEd—R |EN—->
BCCR 83 HCS3 73
BCCRT 84 HCS3A 73
BCER 95 HCS3L 73
BCHR 87 HCS3LA 73
BCPR 91 HPKKS4SH 22
BED2 48 HPSBD2H 24
BED2L 48 HPSBE3H 24
BPD4 49 HPSCE4H 23
BPD4L 49 HPSUS4LH 21
BPD4U 50 HPSUS4MH 20
BSCG 104~105 HPSUS4SH 20
BSSG 106~107 HPSUS4SH-R 19
CCR(M) 82 QCSs3 74
CCRF(M) 82 QCS3A 74
CCS3AS 72
CDAA-S 68 RCS3 75
CDA-S 68 RCS3A 75
CEOR(M) 926
CER(M) 94 SAD2 25
CERF(M) 94 SAD2D 25
CERS(M) 92~93 SAE3 25
CERSF(M) 92~93 SAE3D 25
CHR(M) 86 SAE3L 26
CHRS(M) 85 SAE3LD 26
CKRH(M) =T:] SAE3LD-R 29
CKRSH(M) 97 SAE3LF 26
CPR(M) 20 SAE3LFD 26
CPRF(M) 20 SAE3L-R 29
CPRS(M) 88~89 SAE3Z 27
CPRSF(M) 88~89 SAE32ZD 27
CSR 78~79 SBD2 46
CSRF 78~79 SBD2D 28
CSRFM 80~81 SBD2L a7
CSRM 80~81 SBD2LA 47
SBD2LH 31
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miEd—F

BHEN—2

SCD2

45

miEd—k

BHEN—2

SCD2A

45

SPSBD2A

18

SPSED2A

12

SCE4A

46

SDFA

64~65

SPSED4A

12

SDFAS

63

SPSEE2GA

14

SDLA

70

SPSEE3A

13

SDOX3A

56~57

SPSEE3GA

14

SDOX5A

58~59

SPSEE3ZA

16

SDX2A

52~53

SPSEE4A

13

SDX4A

54~55

SPSEE4GA

15

SDZA

66

SPSEE4VA

16

SED2

32~35

SPSEE5GA

15

SED2A

32~35

SPSRC4A

17

SED2L

36

SPSRD3ZA

17

SED2LA

36

SRC4LA

44

SED2M

36

SRE3

27

SED2MA

36

SRE3D

27

SED4

38~40

SRE3ZL

28

SED4A

38~40

SRE3ZLD

28

SED4M

41

SRE4GA

44

SED4MA

41

SSF

100

SEE3

37

SSN

60~62

SEE3ZTA

37

SSND

60~62

SEE4

41

STSCA

102

SEE4L

42

SVCA

72

SEE4LA

42

SVM

71

SEE4TL

42

SVMA

71

SEE4TLA

42

SEE5GLA

43

WCS3A

76

SHE4H

30

WCS3LA

76

SHE6H

30

SHEG6LH

30

SKSCA

103

SMS

101

SNPDA

69
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COMPANY PROFILE
SHBE

# % HEAEEIfSx

KI5 T533-0005 AKBRTRENREmmAXITESE32S
T E L 06-6328-5561

F A X 06-6328-8201

EXRNE UH - HEHTEDORE - BR5E

EERS ER 3 hFF

2 ¥ BEARISHA. BE

b=l ¥ 1933%4A

5% i 19454 R

U R L https://www.okazaki-seiko.co.jp

Company Name OKAZAKI SEIKO CO.,LTD.

Head office and Plant 3-5-32 Zuiko,Higashi-yodogawa-ku Osaka 533-0005 Japan

TEL +81-6-6328-5561

FAX +81-6-6328-8201
Business Locations o
EER =

"’9,..“,"% RS A

A1t T35 Head Office and Plant

BEB T 35 Nose plant P T Kobeplant



=[kazaki

Business Locations

fil & & %
BILEEM
M EE ¥
REREEM
mEEEM
THEEM
EXxEEm
EMEEM
EEBEEM
&REEM
MR E M
RARE MR
B E X

EBEEM
mEEEM
= i

TEL.022-354-0513
TEL.024-954-3535
TEL.0276-25-4131
TEL.03-5710-8050
TEL.0258-37-5060
TEL.0268-21-5060
TEL.046-224-3321
TEL.053-465-6411
TEL.052-331-6676
TEL.076-240-7071
TEL.06-6541-5227
TEL.06-6743-3688
TEL.086-241-8663
TEL.082-297-5151
TEL.092-481-4810

FAX.022-354-0327
FAX.024-954-3536
FAX.0276-25-4130
FAX.03-5710-8051
FAX.0258-37-5080
FAX.0268-21-5061
FAX.046-221-4080
FAX.053-465-7131
FAX.052-322-6133
FAX.076-240-7115
FAX.06-6541-2680
FAX.06-6743-3677
FAX.086-241-4738
FAX.082-297-3310
FAX.092-481-4818

T984-0017
T963-0107
T373-0033
T144-0052
T940-0028
T386-0011

T243-0004
T435-0057
T460-0013
T920-0364
T550-0012
T578-0964
T700-0965
T730-0806
T812-0016

UBEHEMRE & &5 OE2-10-21
BEEMLUHRIE3I-3N
BEEKAMEAAT 14-2
R4 AHX%H4-39-1
MBRERETEE2-6-27
RHFE LHAMHRRIL1-1-31
MR EART K] 2-2-1

B4 M) R RAA T R X S HET 330-1
2HETPX LFIE1-6-9
®IR™# 5 3-30

KBR B XL 5EYE 1-9-27

B K BR T 7 E 7 5-28
FEmdt X E&#261-107
LETHXE+AHET2-13
RET™1E% X 1% % 8RR 3-2-30

[Ei54s TR 3 HERAT] TEL.+886-2-2553-3532 FAX.+886-2-2557-4686 T10354 BdthAER2EX1595514&

<O-FEwHIXXXE

X #/ T533-0005 XBRTFRENXWmNAXITHESE32T
TEL.06-6328-5561 / FAX.06-6328-8201
3-5-32 Zuiko,Higashi-yodogawa-ku Osaka 533-0005 Japan

https://www.okazaki-seiko.co.jp

C512.81.20



