SOLID CARBIDE

« XCUT Solid Carbide Series Covers Semi Finishing And
Finishing Application

« Available in Standard Endmill & ballnose 2 Flutes, & Flutes,
Multi Flutes as well as in ribs,

- Suitability for Tough Materials upto 62HRC
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DH-S SERIES

Application
1. Finishing in Die and Mould

2. General Engineering Industries

Features

« Works on materials from 50-68 HrC
- Available in
-4 flute (standard and long lengths)
- 2 flute ballnose (standard and long lengths)
- &4 flute corner radius (standard and long lengths)

- Can compete with all competitors on performance

Benefits

+ Works on Die and mould applications as well as stainless steels with high chromium content
- Higher helix and negative rake allows for smoother operation

. Can be even used with coolant as well for certain materials
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DH-S SERIES
4 Flute Standard Endmills

D2

ITEMDESCRIPTION  DI(DIA)  D2(SHANK)  L2(WL)  LI(OAL)  AVAILABLITY
EMINADLDH-S 1 i 3 50 °
EMINGF6DH-S 1 i 6 50 °
EMISNADADH-S 15 i b 50 °
EM25NDADH-S 25 4 8 50 °
EM3NADH-S 3 3 9 50 °
EM3NADADH-S 3 i 8 50 °
EMANADH-S 4 i 0 50 °
EMBNADH-S 5 3 1 50 ° 1"2";
EMSNADBDH-S 5 6 B 50 °
EMENADH-S 6 6 i 30 ° ( Re )
EMBNADH-S 8 8 2 0 ° \ﬂj
EMIONADH-S 10 10 2% 75 °
EMIZNADH-S 1 2 2% 75 °
EMIGNADH-S b 6 0 0 °

® STOCKABLE ONON STOCKABLE
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DH-S SERIES
4 Flute Square Long & Extra Long

Endmills

L2

N

L1
ITEMDESCRIPTION  DI(DIA) D2 (SHANK) L2(WL)  L1(OAL)  AVAILABLITY
EMBLADADH-S 3 b 6 75 o
EMALADH-S 4 b 16 75 °
EMSLADGDH-S 5 6 2 75 o
EMBLADH-S 6 6 % 75 °
EM6LRADH-S 6 6 % 100 °
EMBXLDH-S 6 6 50 150 o
EMBLADH-S 8 8 2 75 °
EMBLRADH-S 8 8 2 100 °
EMBXLADH-S 8 8 60 150 o
EMIOLRADH-S 10 1 10 100 ° @
EMIOXLADH-S 10 10 60 150 o *60
EMI2LRADH-S 1 1 10 100 °
EMI2XLDH-S 1 1 60 100 o
EMIGKLADH-S 6 b 60 150 o

® STOCKABLE ONON STOCKABLE
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DH-S SERIES
2 Flute Standard Ballnose

v

ITEM DESCRIPTION DI(DIA) D2 (SHANK) L2 (WL) L1(0AL)  AVAILABLITY .
BNO.8N2F6DH-S RO.4 b 6 50 o m
BNIN2D4DH-S R05 4 2 50 °
BNIN2F6DH-S R05 4 6 50 o) @
BNIN2FIODH-S RO 4 10 50 o
BN1.5N2D4DH-S R0.75 4 4 50 °
BN1.5N2F10DH-S RO.75 4 10 50 o | E"%
BN1.5N2FI20H-S R0.75 4 12 50 o S—
BN2N2D4DH-S R1 4 4 50 ° Co
BN2N2FI0DH-S R1 4 10 50 o J 2%
BN2N2F120H-S R1 4 12 50 o
BN2.5N2D4DH-S R1.25 b 6 50 o HRC
BN3N2D4DH-S 12 4 6 50 ° ﬂ
BN3N2F120H-S R15 4 12 50 o
BN3N2F200H-S R15 4 2 50 o r%\‘
BNAN2DH-S R2 4 8 50 ° \ 2finte |
BNAN2F200H-S R2 4 2 60 °
BN5N206DH-S R25 6 10 50 °
BNEN2DH-S R3 6 12 50 °
BNBN2DH-S RA 8 1 60 °
BN1ON2DH-S RS 10 2 75 °
BN12N2DH-S Ré 12 25 75 °

® STOCKABLE ONON STOCKABLE
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DH-S SERIES
2 Flute Long & Extra

Long Ballnose

D2

L1
ITEMDESCRIPTION ~ DI(DIA) D2(SHANK) L2(WL)  L1(OAL)  AVAILABLITY
BN3KL20D4DH-S RIS 4 8 100 o
BNGLIDH-S R2 4 10 75 °
BNXL2DH-S R2 4 10 100 ° @
BN6L2H-S R3 6 1 75 o
BN6LR2DH-S R3 6 1 100 °
BNBL2DH-S Rl 8 1 75 o | E"%
BNBLR2DH-S Rl 8 1 100 °
BNIOLR2DH-S RS 1 2 100 ° Co
BNT2LR2DH-S Ré 2 2% 100 ° (12%
® STOCKABLE ONON STOCKABLE HRC
*60
o
&y
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DH-S SERIES
4 Flute Corner Radius

Standard Endmills

-
i} @ -
L2

L1

ITEMDESCRIPTION ~ DI(DIA) D2 (SHANK)  L2(WL)  L1(OAL)  AVAILABLITY
EM3NACRO.5DADH-S 3R05 4 6 50 o
EM3N4CRIDADH-S 381 4 6 50 o)
EM4NGCRO.5DH-S 481, 4 8 50 o) @
EMANACRIDH-S 4R1 4 8 50 o
EMSNACRO.5D6DH-S 5R05 6 0 50 o
EMSNACRIDADH-S 5R1 b 10 50 o) ‘ Erﬁ
EM6NACRO.5DH-S 6R05 6 1/ 50 ° _—
EM6NACRTDH-S 6R1 6 1/ 50 ° Co
EMBN4CRO5DH-S SR05 8 ] 60 ° \L@
EMBNACRIDH-S BRI 8 % 60 °
EMION4CRO5DH-S 10R05 10 20 75 ° HRC
EMIONACRIDH-S T0RT 0 2 75 ° ﬂ
EMI2NACRO.5DH-S 12R05 1/ 2% 75 °
EMIZNGCRTDH-S 1R1 12 2% 75 ° f@

STOCKABLE ONON STOCKABLE
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DH-S SERIES
4 Flute Corner Radius Long &
Extra Long Endmills

L2

L1

ITEMDESCRIPTION  DI(DIA)  D2(SHANK)  L2(WL)  L1(OAL)  AVAILABLITY
EMBLACRO.5DH-S 6R05 6 2 75 o m
EMBLACRIDH-S 6R1 6 2 75 o
EMGLRACROSDH-S 6R05 6 0 100 o @
EMGLRACRTDH-S 6R1 6 20 100 o
EMBLACROSDH-S 8R0S 8 2 75 o
EMBLACRIDH-S BRI 8 20 75 o | Br‘r’i '
EMBLRALCRO.5DH-S 8R0S 8 2 100 o -
EMBLRACRIDH-S BRI 8 2 100 o Co
EMIOLACROSDH-S 10R05 10 0 100 ° 12%
EMIOLACRIDH-S 10R1 0 20 100 ° -
EMIOKLACRO.5DH-S 10R05 0 30 150 o HRC
EMIOXL4CRIOH-S T0R1 0 30 150 o 60
EMI2L4CRO.SDH-S 12R05 2 2% 100 °
EMI2LACRIDH-S 12R1 2 2% 100 ° @
EMIZXLACRO5DH-S 12R05 2 20 150 o | alie )
EMIZXLACRIDH-S 12R1 2 30 150 o

® STOCKABLE ONON STOCKABLE
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Cutting Parameter - Ballnose Standard

PROFILE MILLING a<15°

MATERIAL MATERIAL GROUPS D1 (MM) Z VC (M/MIN) FZ (MM) AP (MM) AE (MM) N (MIN-1) VF (MM/MIN)

03 2 38.00 0000-0002 | <005DMAYOS) | <010 40000 20-160
04 2 5000 0000-0002 | <005DMAYO5) | <010 40000 21-160
08 2 10100 00020004 | <00SDMAYO5) |  <01D 40000 160320
08 2 10100 0002-0004 | <00SD(MAXOS) | <010 40000 161-320
10 2 126,00 0003-0005 | <005DMAYOS) | <010 40000 240 - 400
15 2 187-188 | 0005-0007 | <00SD(MAXOS) |  <00D | 39790-40000 |  400-560
"HARDENED 20 2 187-251 | 0008-0010 | <0OSD(MAYOS) | <020 | 29790-40000 | 480800
-— 25 2 187-281 | 0010-0012 | <00SD(MAYO5) | <020 | 23840-35750 |  480-860
3 2 187-281 | 0012-0015 | <0OSDMAYOS) | <020 | 19860-29790 | 480890
(55+62 HRC) M28 4 2 187-281 | 0017-0019 | <00SD(MAYOS) | <020 | 14900-22350 |  510-850
5 2 187-281 | 0021-002% | <005D(MAYO5) | <020 | T1920-17880 |  500- 860
ALSI HI3ALSI i3, AS 6 2 187-281 | 0026-0029 | <00SDMAYDS) | <020 | 9930-14900 |  520-860
02 SKH, SKS ETC" 8 2 187-281 | 0033-0036 | <005DMAX05) | <020 501170 | 490~ 800
10 2 187-281 | 0039-0043 | <00SDMAYOS) | <020 500-8940 |  460~770
2 2 187-281 | 0045-0050 | <005DMAY0S) | <00 4970-7450 | 450750
1 2 187-281 | 0052-0057 | <005DMAY05) | <00 42606380 | 440-730
% 2 187-281 | 0058-0064 | <005DMAXOS) | <020 3720-5590 |  430-720
18 2 187-281 | 0065-0071 | <00SDMAXOS) | <020 3310 - 4970 430~ 710
2 2 187-281 | 0071-0078 | <00SDMAYOS) | <020 | 2980-4470 |  420-700
PROFILE MILLING
MATERIAL MATERIAL GROUPS D1 (MM) VC (M/MIN) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
03 2 38.00 0000-0001 | <00SD(MAXDS) |  <01D 40000 20-80
04 2 5000 0000-0001 | <00SD(MAXDS) |  <01D 40000 20-160
08 2 10100 0002-0003 | <005DMAYO5) |  <01D 40000 160 - 240
08 2 10100 0002-0003 | <005DMAYD5) |  <01D 40000 160 * 240
10 2 12600 00020004 | <005DMAYOS) | <010 40000 160320
15 2 175-188 | 0004-0006 | <00SDMAYOS) | <00 | 37080-40000 | 300 - 480
HARDENED 20 2 75-251 | 0006-0008 | <0OSD(MAYOS) | <020 | 27810-40000 | 330~ 640
G 25 2 75-262 | 0008-0010 | <O0SD(MAXOS) | <020 | 2225033370 |  360-670
3 2 75-22 | 0010-0012 | <00SD(MAXOS) | <020 | 18540-27810 |  370-670
HRC). M28 4 2 75-262 | 0013-0015 | <005D(MAXO5) | <020 | 13900-20860 |  360-630
5 2 75-262 | 0017-0019 | <005D(MAXO5) | <020 | Tr120-16680 | 380630
ASTHI3, A 6 2 75-262 | 0021-0023 | <00SD(MAXDS) | <020 | 9270-13900 |  390-640
D2 SKH, SKS ETC 8 2 75-262 | 002%-0029 | <O0SD(MAXOS) | <020 | 6950-10430 | 360600
10 2 75-262 | 0031-0034 | <O0SD(MAXDS) | <020 | 5560-8340 |  340-570
2 2 75-262 | 003%-0040 | <005D(MAXO5) | <020 4630-6950 | 330560
1 2 75-262 | 0041-0046 | <00SD(MAXO5) | <020 3970-5%0 |  330-550
% 2 75-262 | 0047-0051 | <00SD(MAXO5) | <020 3480-5210 | 330530
18 2 75-262 | 0052-0057 | <O0SD(MAXDS) | <020 | 3090-4630 | 320530
2 2 75-262 | 0057-0063 | <005D(MAXO5) | <020 2780 - 4170 320530
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Cutting Parameter - Ballnose Standard

PROFILE MILLING a<15®
MATERIAL MATERIAL GROUPS 01 (MM) VC(MMIN)  FZ (MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
03 2 38.00 0000-0000 | <005DMAYOS) | <010 40000 20-80
04 2 5000 0000-0000 | <005DMAYOS) | <010 40000 20-80
08 2 10100 0000-0001 | <00SD(MAXDS) |  <01D 40000 20-80
08 2 10100 0000-0001 | <00SD(MAXDS) |  <01D 40000 20-80
10 2 12600 0001-0001 | <005D(MAXO5) |  <O1D 40000 20-80
15 2 140-188 | 0002-0002 | <0OSD(MAXDS) | <O | 29790-40000 | 120160
"HARDENED 20 2 140-234 | 0002-0002 | <00SDMAYDS) | <020 | 2235037240 |  90-220
— 25 2 140-234 | 0003-0004 | <00SDMAX0S) | <020 | 1788029790 | 110240
3 2 140-234 | 0004-0005 | <00SDMAX05) | <020 | 14900-24830 | 120250
(55-62 HRC) M28 4 2 140-234 | 0006-0006 | <00SDMAYOS) | <020 | TM70-18620 |  130-220
5 2 140-234 | 0007-0008 | <00SDMAYOS) | <020 | 8940-14900 |  130-240
ASI HI3AISIHI3, A 6 2 140-23 | 0009-0010 | <005DMAX0S) | <020 | 7450-1240 |  130-250
02 KA, SKS ETC" 8 2 40-234 | 00N-0012 | <005DMAX0S) | <020 5590 - 9310 120-220
10 2 140-234 | 0013-004 | <005DMAYOS) | <020 | 4470-7450 |  120-220
) 2 140-234 | 0015-0017 | <005DMAYOS) | <020 3720 - 6210 120~ 210
i 2 40-234 | 0017-0019 | <00SDMAYDS) | <020 3190 - 5320 10~ 210
% 2 140-234 | 0019-0021 | <005DMAX0S) | <00 3190 - 5320 0~ 200
18 2 140-234 | 0022-002 | <005DMAX05) | <020 2480 - 4140 0~ 200
2 2 140-234 | 0024-0026 | <005DMAX0S) | <020 2230~ 3720 110~190

PROFILE MILLING

MATERIAL MATERIAL GROUPS 01 (MM) VF (MM/MIN)

03 2 38.00 0000-0000 | <00SD(MAXOS) | <010 40000 20-80
04 2 5000 0000-0000 | <005D(MAXO5) | <010 40000 20-80
08 2 10100 0000-0001 | <00SD(MAXOS) |  <01D 40000 20-80
08 2 10100 0000-0001 | <00SD(MAXOS) |  <01D 40000 20-80
10 2 12600 0001-0001 | <005D(MAY05) | <010 40000 20-80
15 2 191-188 | 0001-0002 | <OOSDMAXOS) | <01D | 27810-40000 | 60160
20 2 91-218 | 0002-0002 | <00SDMAXDS) | <020 | 20860-3470 |  80-140
HARDENED 25 2 91-28 | 0002-0003 | <00SDMAXOS) | <020 | 16680-27810 |  70-170
STEEL 3 2 191-218 | 0003-0004 | <00SD(MAXOS) | <020 | 13900-23170 |  80-190
M33 4 2 91-218 | 0004-0005 | <O0SDMAXOS) | <020 | 10430-17380 |  80-170
(55 ~ 60 HRC) 5 2 9-218 | 0006-0006 | <O05DMAXOS) | <020 | 8340-13900 |  100-170
- 6 2 1-218 | 0007-0008 | <0OSDMAXDS) | <020 | 6950-T590 |  100-190
8 2 8-28 | 0009-0010 | <00SDMAXDS) | <020 | 5210-8690 90-170
0 2 W-28 | 0010-001 | <00SDMAXDS) | <020 | 4170-6950 80-150
2 2 W-218 | 0012-0003 | <O05DMAXOS) | <020 | 3480-5790 80- 150
1% 2 W-29 | 00%-0005 | <00SDMAXDS) | <020 | 2980-4970 80~ 150
" 2 W-28 | 0016-0017 | <00SDMAXDS) | <020 | 26104340 80~ 150
18 2 W-28 | 0017-0019 | <00SDMAXDS) | <020 | 2320-3860 80- 150
2 2 W-29 | 009-0021 | <00SDMAXOS) | <020 | 2090-3480 80150
341




Innovative Solutions
Indian Values

Cutting Parameter - Ballnose Long

PROFILE MILLING <15
MATERIAL MATERIAL GROUPS 01 (MM) VC(M/MIN)  FZ(MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
03 2 3800 0001-0001 | <005DMAYDS) | <010 40000 20-80
04 2 5000 0000-0002 | <005DMAYDS) | <01 40000 20~ 160
08 2 0 0002-0005 | <00SD(MAXDS) | <01D 40000 160 - 400
08 2 0 0002-0005 | <00SD(MAXDS) |  <01D 40000 160 - 400
10 2 126 0004~0006 | <00SD(MAXDS) | <01D 40000 320~ 480
HARDENED 15 2 187-188 | 0007 -0009 | <0OSD(MAYQS) | <0 | 39730-40000 | 560720
20 2 187-251 | 0010-0012 | <0OSD(MAXOS) | <020 | 29790-40000 | 600960
STEEL 25 2 87-22 | 0013-0016 | <O0SD(MAXO5) | <020 | 23840-33370 |  620-1070
(45 - 52 HRO), 3 2 87-22 | 0016-0019 | <00SD(MAXO5) | <020 | 19860-27810 |  640~1060
M26,27 4 2 187-22 | 0022-0025 | <00SD(MAXDS) | <020 | 14900-20860 | 6601040
AISIHI3, AISI 5 2 187-262 | 0029-0032 | <00SD(MAXO5) | <020 | TI920-16680 | 6901070
- 6 2 187-22 | 0035-0038 | <00SD(MAXO5) | <020 | 9930-13900 | 7001060
8 2 187-22 | 0043-0048 | <O0SD(MAXO5) | <020 | 7450-10430 |  640-1000
SUS 420 ETC 0 2 187-22 | 0052 -0057 | <00SD(MAXDS) | <020 5960 - 8340 620 - 950
12 2 187-262 | 0061-0067 | <005D(MAXO5) | <020 4970 ~ 6950 610 - 930
T 2 187-262 | 0069-0076 | <00SD(MAXO5) | <020 4260 ~ 590 590 - 910
) 2 187-22 | 0078-0085 | <00SD(MAXDS) | <020 3720 - 5210 580 - 890
8 2 187-22 | 0086-0095 | <00SD(MAXDS) | <020 3310 - 4630 570 - 880
20 2 187-162 | 0095-0104 | <00SD(MAXDS) | <020 2980 - 4170 570 - 870

PROFILE MILLING
MATERIAL MATERIAL GROUPS 01 (MM) VC (M/MIN) N(MIN-I)  VF (MM/MIN)
03 2 3800 0001-0001 | <005D(MAX0S) | <010 40000 20-80
04 2 5000 0000-0002 | <005D(MAX0S) | <010 40000 20-160
08 2 10100 0002-0004 | <005DMAX05) | <010 40000 160320
08 2 10100 0002-0004 | <005DMAX05) | <010 40000 160320
10 2 126,00 0003-0005 | <005DMAX05) |  <01D 40000 240 - 400
HARDENED 15 2 175-188 | 0005-0007 | <00SDMAYOS5) | <00 | 37080-40000 |  370-560
20 2 75-245 | 0008-0010 | <00SD(MAXOS) | <020 | 27810-38930 |  440-780
STEEL 25 2 75-245 | 0010-0012 | <00SD(MAXDS) | <020 | 22250-3T40 | 450750
(45 - 52 HRC), 3 2 75-245 | 0013-0015 | <O0SD(MAXDS) | <020 | 18540-25950 | 480780
M26,27 4 2 75-245 | 0018-0020 | <00SD(MAXO5) | <020 | 13900~19470 |  500-780
AISIHI3, AISI 5 2 75-245 | 0023-0025 | <00SD(MAXO5) | <020 | TM20-15570 | 510780
- 6 2 75-245 | 0028-0031 | <00SD(MAX0S) | <020 | 9270-12980 |  520-800
8 2 75-245 | 0035-0038 | <00SD(MAXDS) | <020 6950-9730 | 490740
SUS 420 ETC 0 2 75-245 | 0042-0046 | <O0SD(MAXDS) | <020 5560-7790 |  470-720
n 2 75-245 | 0048-0053 | <00SD(MAXOS) | <020 | 4630-6490 |  440-690
1 2 75-245 | 0055-0061 | <00SD(MAXO5) | <020 | 3970-5560 | 440~ 680
% 2 75-245 | 0062-0068 | <00SD(MAXDS) | <020 | 3480-4870 | 430640
8 2 75-245 | 0069-007 | <00SD(MAXDS) | <020 | 3090-4330 |  430-660
2 2 75-245 | 0076-0083 | <O0SD(MAXDS) | <020 | 2780-3890 | 420650




Cutting Parameter - Ballnose Long

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

HARDENED

STEEL

152 63 HRC)

AISI H13, AISI

02,

SUS 420 ETC

M28

a<15°
01 (MM) VC (M/MIN) FZ (MM) AP (MM) AE (MM) N (MIN-1) VF (MM/MIN)
03 2 38.00 00000002 | <0.05D(MAX0.5) <010 40000 20 ~160
0.4 2 50 0000~0002 | <0.05D(MAX0.5) <010 40000 20~ 160
08 2 101 0002-0.004 | <0.05D(MAX0.5) <010 40000 160 ~ 320
08 2 101 0002-0004 | <005D(MAX0.5) <010 40000 160 ~ 320
1 2 126 00030005 | <005D(MAX05) <010 40000 240 ~ 400
15 2 150 ~ 188 0005~0007 | <0.05D(MAX0.5) <010 31780 ~ 40000 320 ~ 560
2 2 150 ~ 188 00080010 | <0.05D(MAX0.5) <0.20 23840~ 35750 380~720
25 2 150 ~188 0010~0012 | <005D(MAX0.5) <020 19070 ~ 28600 380 ~ 690
3 2 150 ~ 188 0012~0015 | <0.05D(MAX0.5) <0.2D 15890 ~ 23840 380~ 720
b 2 150 ~ 188 0017~0019 | <0.05D(MAX0.5) <020 11920 ~ 17880 410 ~ 680
5 2 150 ~ 188 0021~0024 | <0.05D(MAX0.5) <0.20 9530 ~ 14300 400 ~ 690
6 2 150 ~188 0026~0029 | <0.05D(MAX0.5) <0.20 7950 -11920 410~ 690
8 2 150 ~188 0033~0036 | <0.05D(MAX0.5) <020 5960 ~ 8940 390 - 640
10 2 150 ~ 188 0039~0043 | <0.05D(MAX0.5) <020 4770~ 7150 370~ 610
12 2 150 ~ 188 0045~0050 | <0.05D(MAX0.5) <020 3970 ~ 5960 360 ~ 600
14 2 150 ~ 188 0052~0057 | <0.05D(MAX0.5) <0.20 3410 ~ 5110 350 ~ 580
16 2 150 ~ 188 0058 ~0064 | <0.05D(MAX0.5) <020 2980 ~ 4470 350 ~ 570
18 2 150 ~ 224 0065~0071 | <0.05D(MAX0.5) <020 2650 ~ 3970 340 ~ 560
20 2 150 ~ 188 0071~0078 | <0.05D(MAX0.5) <0.2D 2380 ~ 3580 340 ~ 560

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

HARDENED

STEEL

(52 ~ 63 HRC)

AISIH13, AISI

02,

SKHETC

M28

01(MM) N (MIN-1) VF (MM/MIN)
03 2 38.00 0000~0001 | <0.05D(MAX0.5) <010 40000 20~80
04 2 5000 0000~0002 | <0.05D(MAX0.5) <010 40000 20~160
08 2 101.00 0002~0004 | <0.05D(MAX0.5) <010 40000 160 ~ 240
08 2 101.00 0002 ~0004 | <0.05D(MAX0.5) <010 40000 160 ~ 240
10 2 126.00 0003~0005 | <0.05D(MAX0.5) <010 40000 160 ~ 320
15 2 175~188 0005~0007 | <0.05D(MAX0.5) <010 29660 ~ 40000 240 ~ 480
20 2 175 ~ 245 0008~0010 | <005D(MAX0.5) <0.2D 22250 ~ 33370 270~ 530
25 2 175 ~ 245 0010~0012 | <0.05D(MAX0.5) <0.2D 17800 ~ 26700 280~ 530

3 2 175 ~ 245 0013~0015 | <0.05D(MAX0.5) <0.2D 14830 ~ 22250 300~ 530
4 2 175 ~ 245 0018~0020 | <005D(MAX0.5) <0.2D 1M20 ~ 16680 290~ 500
5 2 175~ 245 0023~0025 | <0.05D(MAX0.5) <020 8900 ~ 13350 300~ 510
6 2 175 ~ 245 0028~0031 | <005D(MAX0.) <0.2D 7420 ~ 1120 310 ~ 510
8 2 175 ~ 245 0035~0038 | <0.05D(MAX0.5) <0.2D 5560 ~ 8340 290~ 480
10 2 175 ~ 245 00420046 | <0.05D(MAX0.5) <0.2D 4450 ~ 6670 280 - 450
12 2 175 ~ 245 0.048~0053 | <0.05D(MAX0.5) <0.2D 3710 ~ 5560 270 ~ 440
14 2 175 ~ 245 0055~ 0061 | <005D(MAX0.5) <0.2D 3180 ~ 4770 260 ~ 440
16 2 175 ~ 245 0062~0068 | <0.05D(MAX0.5) <0.2D 2780 ~ 4170 260 ~ 430
8 2 175 ~ 245 0069~0076 | <005D(MAX0.5) <0.2D 2470 ~ 3710 260 ~ 420
20 2 175 ~ 245 00760083 | <0.05D(MAX0.5) <0.2D 2220~ 3340 250~ 420

www.xcut.in
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Cutting Parameter - Ballnose Long

PROFILE MILLING Q<15
MATERAL  MATERIALGROUPS 01 (MM) VCMMIN)  FZ(MM)  AP(MM)  AE(MM)  N(MIN-)  VF(MM/MIN)
03 2 3 0.000-0000 | <0050MAXGS) | <010 40000 20-80
04 2 50 0000-0000 | <O0SDMAXOS) | <00 40000 20-80
08 2 101 0000-0001 | <00SDMAXOS) | <070 40000 20-80
08 2 101 0000-0001 | <005DMAXOS) | <010 40000 20-80
1 2 f2-126 | 00001-0001 | <O0SDMAXOS) | <01 | 3750-40030 |  70-80
15 2 T-167 | 0002-0002 | <0050MAXOS) | <00 | 23840-39730 | 100~ 160
2 2 f2-167 | 0002-0003 | <00SDMAXDS) | <020 | T1880-29790 |  70-180
25 2 T2-167 | 0003-0006 | <00SDMAXDS) | <020 | 14300-23840 |  90-190
HARDENED 3 2 T2-187 | 0004-0005 | <00SOMAXOS) | <020 | 1920-19860 | 100-200
(E;ZE:LRC) M33 i 2 T2-187 | 0006-0006 | <00SDMAXOS) | <020 | 89:0-14900 | TI0-180
AISI D2 5 2 T2-167 | 0007-0008 | <0050MAXDS) | <020 | TIS0-T920 | 100-190
6 2 f2-167 | 0009-0010 | <O0SDMAXOS) | <020 | 5960-9930 | T0-Ti0
8 2 M-167 | 00N-002 | <00SDMAXDS) | <020 | 4470750 | 100-180
1 2 T-187 | 0013-006 | <00SOMAXOS) | <020 | 3580-5%0 | 90-100
1 2 T-167 | 0016-0017 | <0050MAXOS) | <020 | 2980-4970 |  90-7T70
" 2 M-187 | 007-009 | <0050MADS) | <020 | 2550-4260 |  90-140
6 2 f-187 | 009-0021 | <00SDMAXDS) | <020 | 2230-%720 |  80-160
18 2 13-187 | 0022-002 | <005DMAXDS) | <020 | 1%0-3310 |  90-140
2 2 T-187 | 002-002 | <00SDMAXOS) | <020 | T90-2980 | 90-150

PROFILE MILLING

MATERIAL MATERIAL GROUPS 01 (MM) VC (M/MIN) FZ (MM) VF (MM/MIN)

03 2 38 0000~0000 | <0.05D(MAX05) <010 40000 20~80

0.4 2 50 0000~0000 | <0.05D(MAX0.5) <010 40000 20~ 80

08 2 101 0000~0001 | <0.05D(MAX0.5) <010 40000 20~ 80

08 2 101 0000~0001 | <0.05D(MAX0.5) <010 40000 20~ 80

1 2 105~126 0001~0001 | <0.05D(MAX0.5) <010 33370 ~ 40303 70~80

15 2 105~175 0001~0002 | <005D(MAX0.5) <010 22250 ~ 37080 40~150

2 2 105~175 0002~0002 | <0.05D(MAX0.5) <0.2D 16680 ~ 27810 70-10

25 2 105~ 175 0002~0003 | <0.05D(MAX0.5) <0.2D 13350 ~ 22250 50-130

HARDENED 3 2 105~ 175 0.003~0004 | <0.05D(MAX0.5) <0.2D 20 ~ 18540 70-150

(55§Z[E]EI-|I_RC) M33 4 2 105~ 175 0004~0005 | <0.05D(MAX0.5) <0.2D 8340 ~13900 70~140

AISI D2 5 2 105175 0006~0006 | <0.05D(MAX0.5) <0.2D 6670 ~M20 80-130

6 2 105~175 0007~0008 | <0.05D(MAX0.5) <0.2D 5560 ~9270 80-~150

8 2 105~175 0009~0010 | <0.05D(MAX0.5) <0.2D 4170 ~ 6950 80~140

10 2 105~175 0010~ 0011 | <005D(MAX0.5) <0.2D 3340 ~ 5560 70-120

12 2 105~175 0012~0013 | <0.05D(MAX0.5) <020 2780 - 4630 70120

14 2 105~175 0014~0015 | <0.050(MAX05) <0.2D 2380~ 3970 70~120

16 2 105~175 0016~0017 | <0.05D(MAX0.5) <0.20 2090 ~ 3480 70~120

18 2 105~175 0017~0019 | <0.05D(MAX0.5) <0.2D 1850 ~ 3090 60~120

20 2 105~175 0019~0021 | <0.05D(MAX0.5) <0.2D 1670 ~ 2780 60~120




Cutting Parameter - Ballnose Extralong

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

HARDENED
STEEL
(45~52
HRC),
AISIH13,
AISI D2,
SUS 420 ETC

M28

a<15°
D1 (MM) VC (M/MIN) FZ (MM) AP (MM) AE (MM) N (MIN-1) VF (MM/MIN)
03 2 38 -0001~0001 | <0.05D(MAX0.5) <01D 40000 20~ 80
04 2 50 0000~0002 | <005D(MAX0.5) <010 40000 20~ 160
08 2 101 0002~0005 | <005D(MAX0.5) <01D 40000 160 ~ 400
08 2 101 0002~0005 | <0.05D(MAX0.5) <01D 40000 160 ~ 400
1 2 17126 0004~0006 | <005D(MAX0.5) <01D 35750 ~ 40030 300 ~ 480
15 2 17~ 164 00070009 | <005D(MAX0.5) <01D 23840~ 39730 350~ 630
2 2 17164 00100072 | <005D(MAX05) | <0.2D 17880 ~ 29790 370~ 630
25 2 17164 0013~0016 | <005D(MAX05) | <0.2D 14300 ~ 23840 390~ 670
3 2 17 ~164 0016~0019 | <005D(MAX0.5) | <0.2D 11920 ~ 19860 400~ 660
A 2 17~ 164 0022~0025 | <0.05D(MAX05) | <020 8940 ~ 14900 410 ~ 650
5 2 17~ 164 00290032 | <005D(MAX05) | <0.2D 7150 ~ 11920 430~ 670
6 2 17~ 164 00350038 | <005D(MAX05) | <0.2D 5960 ~ 9930 430 ~ 660
8 2 17 ~164 0043~0048 | <005D(MAX05) | <0.2D 4470 ~ 7450 400 -~ 630
10 2 17 ~164 0052~0057 | <005D(MAX05) | <020 3580 ~ 5960 390~ 590
12 2 17~ 164 0061~0067 | <005D(MAX05) | <020 2980 ~ 4970 380 ~ 580
14 2 17~ 164 00690076 | <005D(MAX0.5) | <0.2D 2550 ~ 4260 370~ 570
16 2 17 ~164 0078~0085 | <0.05D(MAX05) | <020 2230~ 3720 360 ~ 550
8 2 17~ 164 0086~0095 | <005D(MAX05) | <0.2D 1990~ 3310 360 ~ 550
20 2 17 ~164 00950104 | <005D(MAX0.5) | <0.2D 1790 ~ 2980 350 ~ 540

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

HARDENED
STEEL
(45 ~ 52 HRC),
AISI H13, AlSI
02,

SUS 420 ETC

M26,27

D1 (MM) VC (M/MIN) N (MIN-1) VF (MM/MIN)
03 2 38 0001~0001 | <0.05D(MAX0.5) | <0.1D 40000 20~ 80
04 2 50 0000~0002 | <005D(MAX05) | <01D 40000 20-160
08 2 101 0002~0004 | <005D(MAX05) | <01D 40000 160 ~ 320
08 2 101 0002~0004 | <0.05D(VAX05) | <010 40000 160 ~ 320

1 2 109 ~126 0003~0005 | <0.05D(MAX05) | <01D 34760 ~ 40000 210 ~ 400
15 2 109 ~153 0005~0007 | <0.05D(MAX05) | <01D 23170 ~ 32440 230~ 450
2 2 109 ~153 0008~0010 | <005D(MAX05) | <020 17380 ~ 24330 280 ~ 490
25 2 109 ~153 0010~0012 | <005D(MAX0.5) | <0.2D 13900 ~ 19471 280 ~ 470
3 2 109 - 153 0013~0015 | <005D(MAX0.5) | <0.2D 11590 ~ 16220 300~ 490
4 2 109 ~153 0018~0020 | <0.05D(MAX0.5) | <0.2D 8690~12170 310 ~ 490
5 2 109 ~153 0023~0025 | <005D(MAX0.5) | <0.2D 6950 ~9730 320 - 490
6 2 109 ~153 0028~0031 | <005D(MAX05) | <020 5790~ 8110 320~ 500
8 2 109 ~153 0035~0018 | <005D(MAX05) | <020 4340 - 6080 300 - 460
10 2 109 ~153 0042~0046 | <005D(MAX05) | <020 3480 ~ 4870 290 ~ 450
12 2 109 ~153 00480053 | <005D(MAX05) | <020 2900 ~ 4060 280~ 430
14 2 109 ~153 0055~ 0061 | <005D(MAX05) | <020 2480 ~ 3480 210~ 420
16 2 109 ~153 0062 ~0068 | <0.05D(MAX0.5) | <0.2D 2170 - 3040 270 ~ 410
18 2 109 ~153 0069 ~0076 | <0.05D(MAX0.5) | <0.2D 1930 ~ 2700 270 ~ 410
20 2 109 - 153 0076~0083 | <005D(MAX0.5) | <0.2D 3740 - 2430 260 ~ 400
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Cutting Parameter - Ballnose Extralong

PROFILE MILLING a<15°

MATERIAL  MATERIALGROUPS DI(MM)  Z  VC(MMIN)  FZ(MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
03 2 3 0000-0002 | <0OSOMAXOS) | <D 40000 20-160
04 2 50 0000-0002 | <005DMAXOS) | <070 40000 20-160
08 2 | %41 | 0002-0006 | <0OSIMAXOS) | <00 | 37240-40000 |  150-320
08 2 | w-101 | o0m2-0004 | <005DMAXS) | <0iD | 37260-40000 |  150-320
1 2 | -1 | 0003-0005 | <00SOMAXOS) | <010 | 29790-40000 |  180-400
15 2 | 9-10 | 0005-0007 | <00SOMAXOS) | <010 | 19840-29790 |  200-420
2 2 | 9%-10 | 0008-0010 | <OOSOMAXOS) | <020 | 14903-22350 |  240-450
25 2 | 9%-10 | 000-000 | <00SOMAXOS) | <020 | TI920-T1880 |  240-430
S 3 2 | ou-mo | oom-005 | <00S0MAXOS) | <020 | 9930-14900 | 240-450
63 HRC) AISI I3, AIS 28 i 2 | 9%-10 | 007-009 | <00SOMAXOS) | <020 | 7450-TW0 | 250420
Ll 5 2 | ou-mo | ooz-oom | <oosoMAxos) | <020 | 590-89%40 | 250-430
6 2 | 9-10 | 00%6-0009 | <00SDMAXDS) | <020 | 49707450 | 260430
8 2 | 9%-10 | 003-003 | <0OSOMAXOS) | <020 | 3720-5590 | 250400
10 2 | ou-mo | 00m-0063 | <o0soMAXS) | <020 | 2980-4470 |  230-380
1 2 | 9-10 | 0045-0050 | <00SOMAXDS) | <020 | 2480-3720 | 220-370
" 2 | 9-10 | 0052-0057 | <00SOMAXDS) | <020 | 2Z130-390 |  220-360
16 2 | 9-10 | 0068-0064 | <00SDMAXDS) | <020 | 1860-279%0 |  220-360
8 2 | 9%-10 | 0065-007 | <0OSDMAXDS) | <020 | 160-280 |  220-350
2 2 | ou-uo | oom-oo | <oosomAxS) | <020 | ws0-22%0 | 210350




Cutting Parameter - Ballnose Extralong

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

HARDENED
STEEL
(5560 HRC)
AISI D2

M33

a<15°
D1 (MM) VC (M/MIN) FZ (MM) AP (MM) AE (MM) N (MIN-1) VF (MM/MIN)
03 2 38 0000-0000 | <005D(MAX05) | <0.1D 40000 20~80
04 2 50 0000-0000 | <005D(MAX05) | <0.1D 40000 20~ 80
08 2 70~101 0000~0001 | <0.05D(MAX0.5) <010 27930 ~ 40000 20~80
08 2 70~101 0000~0001 | <0.05D(MAX05) | <O01D 27930 ~ 40000 20~80
1 2 70-17 0001-0001 | <005D(MAX05) | <0.D 22350 ~ 37240 40~70
15 2 70-17 00020002 | <005D(MAX05) | <0.1D 14900 ~ 24830 60~100
2 2 70-17 0002-0003 | <005D(MAX05) | <020 1170 ~ 18620 40-~T10
25 2 70-17 0003~0004 | <0.05D(MAX0S) | <020 8940 ~ 14900 50~120
3 2 70~117 0004~0005 | <0.05D(MAX0.5) <020 7450 ~ 12410 60~120
b 2 70-17 0006~0006 | <005D(MAX05) | <020 5590 ~ 9310 70~10
5 2 70~17 0007~0008 | <0.05D(MAX0.5) <020 L4470 ~ 7450 60~120
6 2 70-17 0009~0010 | <0.05D(MAX05) | <020 3720~ 6210 70~120
8 2 70-17 0011~0012 | <0.05D(MAX0S) | <020 2790 - 4660 60~T0
10 2 70~117 0013~0014 | <0.05D(MAX05) | <0.2D 2230~ 3720 60~100
12 2 70~17 0015~0017 | <0.050(MAX0.5) <020 1860~ 3100 60~ 110
14 2 70-17 0017~0019 | <005D(MAX0.5) | <0.2D 1600 ~ 2660 50 ~100
16 2 7017 0019~0021 | <005D(MAX05) | <0.2D 1400 ~ 2330 50 ~100
8 2 70-17 00220024 | <005D(MAX05) | <0.2D 1240 ~ 2070 50~100
20 2 70~117 0024~0026 | <0.05D(MAX0.5) <020 1120 ~ 1860 50~100

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

HARDENED
STEEL
(5560 HRC)
AISI D2

M33

D1 (MM) VC (M/MIN) N (MIN-1) VF (MM/MIN)
03 2 38 0000~0000 | <0.5D(MAX05) <01D 40000 20~ 80
04 2 50 0000~0000 | <0.5D(MAX05) <01D 40000 20~ 80
08 2 66~101 0000~0001 | <O0.5D(MAX0.5) <01D 26070 ~ 40000 20~ 80
08 2 66~101 0000~0001 | <0.5D(MAX0.5) <01D 26070 ~ 40000 20~ 80

1 2 66~109 0001~0001 | <05D(MAX05) <01D 20860 ~ 34760 40~70
15 2 66~109 0001~0002 | <O0.5D(MAX0.5) <01D 13900 ~ 23170 30-90
2 2 66~109 0002~0002 | <0.5D(MAX05) <020 10430 ~ 17380 40~70
25 2 66~109 0002~0003 | <0.5D(MAX0.5) <020 8340 ~13900 30~80
3 2 66~109 0003~0004 | <0.5D(MAX0.5) <020 69500 ~ 11590 40~90
4 2 65-109 0004~0005 | <O0.5D(MAX0.5) <020 5210 ~ 8690 40~90
5 2 66~109 0006~0006 | <0.5D(MAX05) <020 4170 ~ 6950 50~ 80
6 2 66~109 0007~0008 | <0.5D(MAX0.5) <020 3480~ 5790 50~90
8 2 66~109 0009~0010 | <O0.5D(MAX0.5) <020 2610 ~ 4340 50~90
10 2 66~109 0010~0011 | <05D(MAX0) <020 2090 ~ 3480 40~80
12 2 66~109 0012~0013 | <0.5D(MAX05) <020 1740 ~ 2900 40~80
14 2 66~109 0014~0015 | <0.5D(MAX0.5) <020 1490 ~ 2480 40~70
16 2 65-109 0016~0017 | <0.5D(MAX0.5) <020 1300 ~ 2170 40~70
18 2 66~109 0017~0019 | <0.5D(MAX0.5) <020 1160 1930 40~70
20 2 65~109 0019~0021 | <0.5D(MAX0.5) <020 1040 ~ 1740 40~70
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Cutting Parameter - Ballnose Long

PROFILE MILLING a <15
MATERIAL  MATERIALGROUPS DI (MM) VCMMIN)  FZ(MM)  AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
03 i 3 0001-0001 | 5OOSEHMAXDS) | <00 40000 20160
04 i 50 0000-0001 | 50050MAXCS) | <010 40000 20160
08 z. 0 0002-0003 | S005EHMAXDS) | <010 40000 320 - 480
08 i 10 0002-0003 | S0050MAYOS) | <010 40000 320 - 480
1 i 16 0003-00046 | S005INMAXDS) | <0 40000 1480 - 640
15 i 187-188 | 0005-0007 | 5005MMAXOS) | <070 | 39730-40000 | 790720
2 i 187-251 | 0007-0009 | SOOSEHMAXOS) | <020 | 29790-40000 | 830140
25 § 187-262 | 0010-0012 | 50050MAYOS) | <020 | 2380-33370 | 950-1600
ST'*;ET?E?E[;Z 3 & 7-22 | 002-00 | SOOSEHMAXDS) | <020 | 19860-27810 | 950-1560
HRC) AISI 13, M25.27 i i 187-262 | 0077-0019 | SOSERMAXDS) | <020 | 14900-20860 | 1010-1590
A'i'zgzéf‘c”s 5 b 187-262 | 0021-002: | 5O05CMAXOS) | <020 | 11920-16680 | 1000-1600
6 z. 187-262 | 002-0029 | SO050MAXOS) | <020 | 9930-1900 | 10301610
8 i 187-262 | 0033-003 | SOO5DMAXGS) | <020 | 7450-10430 | 980-1500
10 i 187-262 | 0039-0043 | SOO50MAXOS) | <020 | 5%0'8340 | 930-1430
1 i 187-262 | 0045-0050 | SOOS)MAXGS) | <020 | 49706950 | 8901390
" z. 187-22 | 0052-0057 | SOO50MAXGS) | <020 | 4260-5%0 | 890-1360
16 z. 187-262 | 0056-0064 | SOO5DMAYOS) | <020 | 3720-5210 | 860-1330
8 i 187-262 | 0065-0071 | SOO50MAOS) | <020 | 3%0-4630 | 8601310
2 i 187-262 | 0071-0078 | S0O5DMAXGS) | <020 | 2980-4T0 | 850-1300

PROFILE MILLING a <15
MATERIAL  MATERIALGROUPS DI (MM) VCMMIN)  FZ(MM) AP (MM) N(MIN-)  VF (MM/MIN)
03 i 3 0000-0001 | <005DMAYOS) | <010 40000 20-160
04 i 50 0000-0001 | <005DMAYOS) | <010 40000 20160
08 i 101 0001-0003 | <005DMAYOS) | <00 40000 160 480
08 i 101 0001-0003 | <005DMAYOS) | <00 40000 160 480
1 i 1 0002-0003 | <00SDMAXDS) | <010 40000 320 - 480
15 i 15-188 | 0004-0005 | <OOSOMAXOS) | <010 | 37080-40000 | 590- 800
2 i M5-265 | 0006-0007 | <005DMAXDS) | <020 | 2781038930 | 670-1090
25 i M5-245 | 0008-0009 | <00SDMAXOS) | <020 | 22250-3140 | 7I0-1i20
STH;EFE?ESNEDEZ 3 i M5-245 | 0010-001 | <005DMAXDS) | <020 | 185025950 | 740~ 140
RO) AISIH13, M2627 L z. W5-2%45 | 003-0015 | <00SOMAXOS) | <020 | 13900-19470 | 720-110
Alf.lzgzéTchS s b W5-2%5 | 001-0019 | <00SOMAXDS) | <020 | 20570 | 7607180
6 z. M5-265 | 0021-0023 | <005DMAXOS) | <020 | 9270-12980 | 780-TI%0
8 i M5-245 | 0026-0029 | <005DMAXOS) | <020 | 6950-9730 | 720-TI30
10 i M5-245 | 0031-003 | <005DMAXDS) | <020 | 5560-7190 | 690-1060
" L M5-2%5 | 003-00i0 | <00SDMAXOS) | <020 | 4630°6490 | 670-1040
" z. W5-245 | 0041-004 | <00SDMAXOS) | <020 | 3970-550 | 650-1020
16 i 5-245 | 0047-0051 | <00SDMAXOS) | <020 | 3480-4870 |  650-990
8 i M5-265 | 0052-0057 | <00SDMAXOS) | <020 | 3090-4330 |  640-990
20 i M5-24 | 0057-0063 | <00SDMAXDS) | <020 | 2780'3890 |  630-980




Cutting Parameter - Ballnose Long

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

www.xcut.in

HARDENED
STEEL(52 ~ 63
HRC) AISI H13,
AISI D2, SKH

ETC

M28

a<15°
D1 (MM) VC (M/MIN) FZ (MM) AP (MM) AE (MM) N (MIN-1) VF (MM/MIN)
03 A 38 0.000 ~ 0.001 <0.050(MAX0.5) <010 40000 20 ~160
04 b 50 0.000 ~ 0.002 <0.050(MAX0.5) <010 40000 20~320
08 4 101 0001~ 0.003 <0.050(MAX0.5) <010 40000 160 ~ 480
08 4 101 0001~ 0.003 <0.05D(MAX0.5) <01D 40000 160 ~ 480
1 4 126 0.002 ~ 0,004 <0.050(MAX0.5) <010 40000 320~ 640
15 b 150 ~ 188 0.004 ~ 0.006 <0.050(MAX0.5) <010 31780 ~ 40000 510 ~ 960
2 4 150 ~ 225 0.006 ~ 0.007 <0.050(MAX0.5) <020 23840 ~ 35750 570~1000
25 4 150 ~ 225 0.007 ~ 0.009 <0.05D(MAX0.5) <020 19070 ~ 28600 530~1030
3 4 150 ~ 225 0.009~00M <0.05D(MAX0.5) <020 15890 ~ 23840 570 ~1050
b 4 150 ~ 225 0013~ 0014 <0.050(MAX0.5) <020 11920 ~ 17880 620 ~1000
5 b 150 ~ 225 0016~ 0.018 <0.050(MAX0.5) <020 9530 ~ 14300 610 ~1030
6 b 150 ~ 225 0.020 ~ 0.022 <0.050(MAX0.5) <020 7950 - 11920 640 ~1050
8 4 150 ~ 225 0024~ 0027 <0.050(MAX0.5) <020 5960 ~ 8940 570~ 970
10 4 150 ~ 225 0029~ 0032 <0.05D(MAX0.5) <020 4770~ 7150 550 ~920
12 b 150 ~ 225 0.034 ~0.037 <0.050(MAX0.5) <020 3970 ~ 5960 540 ~ 880
14 b 150 ~ 225 0.039 ~ 0043 <0.050(MAX0.5) <020 3410~ 5110 530~ 880
16 b 150 ~ 225 0044 ~ 0,048 <0.050(MAX0.5) <020 2980 ~ 4470 520 - 860
8 4 150 ~ 224 0048 ~ 0.053 <0.05D(MAX0.5) <020 2650 ~ 3970 510~ 840
20 4 150 ~ 225 0.053 ~ 0.059 <0.05D(MAX0.5) <020 2380 ~ 3580 500 ~ 840

PROFILE MILLING

MATERIAL

MATERIAL GROUPS

HARDENED
STEEL
(52' 63 HRC
AISI H13, AlSI
02,
SKHETC

M28

a<15°
D1 (MM) VC (M/MIN) FZ (MM) AP (MM) AE (MM) N (MIN-1) VF (MM/MIN)
03 A 38 0.000 ~ 0.001 <0.050(MAX0.5) <010 40000 20 ~160
04 b 50 0.000 ~ 0.001 <0.050(MAX0.5) <010 40000 20 ~160
08 4 101 0001~ 0.002 <0.05D(MAX0.5) <010 40000 160 ~ 320
08 4 101 0001~ 0.002 <0.05D(MAX0.5) <010 40000 160 ~ 320
1 b 126 0.002 ~ 0,003 <0.050(MAX0.5) <010 40000 320 ~ 480
15 b 140 ~188 0.003 ~ 0.004 <0.050(MAX0.5) <010 29660 ~ 40000 360 ~ 640
2 b 140~ 210 0.005 ~ 0.006 <0.050(MAX0.5) <0.20 22250 ~ 33370 450 ~ 800
25 4 140~ 210 0.006 ~ 0.007 <0.05D(MAX0.5) <020 17800 ~ 26700 430~750
3 4 140~ 210 0.007 ~ 0.009 <0.05D(MAX0.5) <0.2D 14830 ~ 22250 420~ 800
b b 140~ 210 0010 ~ 0.012 <0.050(MAX0.5) <0.20 1120 ~ 16680 440 ~ 800
5 b 140~ 210 0013 ~ 0.014 <0.050(MAX0.5) <0.20 8900 ~ 13350 460 ~750
6 b 140~ 210 0016 ~ 0.017 <0.050(MAX0.5) <0.20 7420 ~1M20 470~ 760
8 4 140~ 210 0020 ~0.021 <0.05D(MAX0.5) <0.2D 5560 ~ 8340 440~700
10 4 140~ 210 0.023 0.026 <0.05D(MAX0.5) <020 4450 ~ 6670 410~ 690
12 A 140~ 210 0027~ 0.030 <0.050(MAX0.5) <0.20 3710 ~ 5560 400 ~ 670
14 b 140~ 210 0031~ 0.034 <0.050(MAX0.5) <0.20 3180 ~ 4770 390~ 650
16 b 140~ 210 0035~ 0038 <0.050(MAX0.5) <0.20 2780~ 4170 390~ 630
8 4 140~ 210 0039 ~ 0,043 <0.05D(MAX0.5) <0.2D 2470~ 3710 390 ~ 640
20 2 139~210 0043 ~ 0047 <0.05D(MAX0.5) <020 2220 ~ 3340 380~ 630
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Cutting Parameter - Ballnose Long

PROFILE MILLING a<15°
MATERIAL  MATERIALGROUPS D1 (MM) VC(MMIN)  FZ (MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)

03 | 4 % D00D-0000 | <OOSDMAXOS) | <0 0000 20-80

0 | 4 50 00000000 | <00SDMAXOS) | <0 L0000 20-80

8 | 4 101 DOD0-0001 | <00SDMAXDS) | <OID 0000 20-160

08 | 4 101 D00-0001 | <00SDMADS) | <OID L0000 20-160

1 L | -6 | OO00-0001 | <OOSDMAXOS) | <OTD | 3575040000 | 140-1é0

15 L | W | 00m-0002 | <00SMAXDS) | <O | 23840-39730 | 100-320

2 L | -7 | 0002-0002 | <O0SDMAXDS) | <020 | 1B80-29790 | 140-240

25 | & | oW | 0002-0003 | <00SDMADS) | <020 | 14300-2380 |  T0-290

HARDENED 3 L | m-wr | oo3-oos | <oosoMmOs) | <020 | T920-WB60 | 140-320

(552%%:) M33 i L | mewr | o004-0005 | <o0sOMAOS) | <020 | 8940-14900 | 140-300

SID2 5 L | oW | oo05-0006 | <00SMAXDS) | <020 | TS0-T920 | 140-290

6 L | Twr | oow-no0r | <oosMMms) | <020 | 5909930 | 170-280

) L | W | oo0s-0009 | <00SDMAXDS) | <020 | 470-Tes0 | 140-270

10 L | m-w | omo-00n | <o0sMMMXDS) | <020 | 3580-5%0 | 140-260

1 Lo | Tewr | oom-00m | <00SMAXDS) | <020 | 2980-4970 | 130-240

Th L | MW | o0B-00% | <00SMMAXDS) | <020 | 2550-4260 | 130240

1 L | Twr | oob-oms | <o0sMMMXDS) | <020 | 2230-3720 | 130240

18 L | -7 | ome-0mB | <o0SMAXDS) | <020 | 990-330 | 130240

2 L | mew | ooe-00m | <oosommos) | <oz | me0-2980 | 130-240

PROFILE MILLING Q<15
MATERIAL  MATERIALGROUPS DI (MM) VC(MMIN)  FZ(MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)

03 i 3 0000-0000 | <OOSOMAXOS | <00 40000 20-80

04 i 50 0000-0000 | <OOSDMAXOS | <00 40000 20-80

08 b 101 0000-0001 | <0050MAYO5 | <010 40000 20-160

08 i 0 0000-0001 | <005DMAYO5 | <010 40000 20-160

1 i 105-126 | 0000-0001 | <0O5DMAOS | <010 | 33370-40000 |  20-160

15 i 105-775 | 0001-0001 | <0OSOMAXO5 | <01 | 2225037080 |  90-150

2 i 105-775 | 0001-0002 | <00SDMAXO5 | <020 | 1648027810 | 70-220

25 i 105-775 | 0002-0002 | <0OSO(MAXO5 | <020 | 13350-22250 |  TI0-180

HARDENED 3 z. 05-175 | 0002-0003 | <OOSOMAYOS | <020 | T20-18560 | 90-220

(552%%0 = L L 05-775 | 0003-0004 | <OOSDMAYOS | <020 | 8360-13900 | 100220

AISI D2 5 z. 105-775 | 0004-0005 | <00SOMAXOS | <020 | 6670-1M20 |  TI0-220

6 i 10575 | 0005-0006 | <00SDMAMOS | <020 | S560-9270 |  TI0-220

8 i 105-775 | 0007-0007 | <0OSDMAXO5 | <020 | 4T70-4950 | 120190

10 i 105-775 | 0008-0009 | <0OSD(MAXO5 | <020 | 330-550 | TI0-200

1 t. 105-775 | 0009-0010 | <00SOMAXO5 | <020 | 27804630 |  100-190

" i 10575 | 0010-001 | <00S0MAXOS | <020 | 2303970 | 100-170

16 i 05-75 | 002-00 | <00SIMAXO5 | <020 | 2090-3480 | 100-160

8 i 105-775 | 00B-00% | <00SMAXO5 | <020 | 1850-3090 | 100-T70

2 § 05-175 | 00W-006 | <0OSDMAYOS | <020 | 1670-2780 90-180




Cutting Parameter - Square Endmill Standard

SIDE MILLING

MATERIAL

MATERIAL GROUPS D1 (MM)

HARDEDNED
STEEL
(45~52HRC)
AISI H13

M26

SQUARE ENDMILL
VC (M/MIN) A1) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 b 50~70 0005 ~ 0.007 <10D <030 15920 ~ 22280 320~ 620
1 b 50~70 0008 ~ 0.01 <10D <030 10610 ~ 14850 340~ 650
2 4 50~70 0012 ~001S <10D <030 7960 ~ M40 380~ 670
25 4 50~70 0016 ~0.019 <10D <030 6370 ~8910 410 ~ 680
3 4 50~70 0020 ~0023 <100 <050 (MAX05) 5310 ~ 7430 420~ 680
b b 50~70 0028 ~ 0.031 <10D <05D (MAX05) | 3980~ 5570 450~ 690
5 b 50~70 0035~ 0.039 <10D <05D (MAX05) | 3180~ 4460 450~700
6 4 50-70 0043~ 0.048 <10D <050 (MAX0.5) 2650 ~ 3710 460~ 710
8 4 50~70 0.054 ~ 0.059 <10D < 05D (MAX0.5) 1990 ~ 2790 430~ 660
10 4 50~70 0064~ 0.071 <10D <05D (MAX05) | 1590-2230 410 ~ 630
12 [ 50~70 0075 ~0.083 <10D <050 (MAX05) 1330 ~ 1860 400~ 620
14 b 50~70 0086~ 0.094 <10D <050 (MAX0.5) 1140 ~1590 390 ~ 600
16 b 50~70 0.09 -~ 0.106 <10D < 05D (MAX0.5) 990 ~1390 380~ 590
8 4 50~70 0107 ~0.18 <10D <050 (MAX0.5) 880 ~ 1240 380~ 590
20 b 50~170 0m7~0129 <10D <050 (MAX05) 800 - 1110 370~ 570
22 b 50~170 0128 ~ 0141 <10D <050 (MAX05) 720~1010 370 ~ 570
25 b 50~70 0144~ 0158 <10D <050 (MAX0.5) 640~ 890 370 ~ 560
8 [ 50~70 0039~ 0043 <10D <050 (MAX0.5) 2470 ~ 3710 370 ~ 570
20 4 50~70 0128 ~ 0141 <10D < 05D (MAX05) 370 ~ 570 370 ~ 570
25 4 50~170 0144~ 0158 <10D < 05D (MAX0.5) 640~ 890 370 ~ 560

SIDE MILLING

MATERIAL

MATERIAL GROUPS

SQUARE ENDMILL

HARDEDNED
STEEL
(52-63HRC)
AISI D2

M27,28

D1 (MM) VC (M/MIN) AP (MM) N (MIN-1)  VF (MM/MIN)
1 4 40~ 60 0.004 - 0.006 <10D <030 12730 - 19100 200 ~ 460
15 4 40~60 0.006 ~0.009 <10D <030 849012730 200 ~ 460
2 4 40~ 60 0009 ~0.012 <10D <030 6370 ~ 9550 230~ 460
25 4 40~60 0.012~0015 <100 <030 5090 ~ 7640 240 ~ 460
3 4 40~ 60 0015~0018 <10D <050 (MAX05) 4240 ~ 6370 250 ~ 460
4 b 40~60 0021~0024 <100 <050 (MAX0.5) 3180 ~ 4770 270 ~ 460
5 4 40~ 60 0027 ~0030 <10D < 05D (MAX0.5) 2550 ~ 3820 280 - 460
6 4 40~60 0032 ~0036 <100 <050 (MAX0.5) 2120 ~ 3180 270 ~ 460
8 4 40~60 0040 ~ 0.044 <10D <050 (MAX05) 1590 ~ 2390 250~ 420
10 4 40~60 0.048 ~ 0.053 <100 <050 (MAX0.5) 1270 ~1910 240 ~ 400
12 4 40~ 60 0,056 ~ 0.062 <10D <050 (MAX05) 1060 ~ 1590 240~ 390
14 4 40~60 0064 ~007 <10D <050 (MAX0.5) 910 ~1360 230~ 390
16 4 40~ 60 0072~0079 <10D < 05D (MAX0.5) 800~ 190 230~ 380
18 4 40~60 0,080~ 0.088 <100 <0.5D (MAX0.5) 710 ~1060 230~ 370
20 4 40~ 60 0,088 ~ 0.097 <10D <050 (MAX0.5) 640 ~ 950 230~ 370
22 4 40~60 0096 - 0.106 <100 <050 (MAX0.5) 580~ 870 220~ 370
25 4 40~ 60 0108 ~0.19 <10D <050 (MAX0.5) 510 ~ 760 220~ 360
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24T o e __
Cutting Parameter - Square Endmill Standard

SIDE MILLING SQUARE ENDMILL
MATERIAL  MATERIALGROUPS DT (MM) VC(MMIN  FZ (MM) AP (MM) AE (MM) N (MIN-)  VF (MM/MIN)

1| & | 30-5 | 00010002 <100 <030 955015920 | 40130

2 | & | -5 | 0002-0003 <100 <030 6370-1060 | 50-130

2 | 4 | -5 | o003-0004 <100 <030 LTI0-79%0 | 60-130

3 | & | 30-5 | 0004-0005 <100 <030 3820-6370 | 60-130

3 | 4 | 30-50 | 0005-0006 <100 <050MAXOS) | 3180-5310 |  60-130

L | 4 | 30-50 | 0007-0008 <100 <05DMAXS) | 2390-3980 |  70-130

s | 4 | -5 | 0009-000 <100 <050MMQS) | 90-3180 | 70-130

LG 6 | 4 | 30-50 | oon-oom <100 <050MAS) | T590-2650 |  70-130

MATERIAL GROUPS M33 8 | 4 | 0-50 | 00B-00 <100 <050MANGS) | T90-190 | 60-120

4 0 | & | 30-50 | oo6-00% <100 <050MMOS) | 950-1590 |  60-TI0

| 4 | -5 | oow-oom <100 <050MMOS) | 800-1B30 |  60-T0

W | 4 | 30-50 | 0021-0024 <100 <050MMOS) | 680-THO | 60-TI0

® | & | 30-50 | 00%-00% <100 <O050MAS) | 600-9%0 |  60-100

B | 4 | 20-50 | 0027-00%9 <100 <050MANOS) | 5%0-880 |  60-100

0 | 4 | -5 | 00%9-00%2 <100 <O050MAXOS) | 480-800 |  60-100

2 | 4 | -5 | 00%2-00% <100 <050MMOS) | 430-720 | 60-100

% | 4 | 30-50 | 0036-000 <100 <050MAOS) | 380-640 |  50-100

SIDE MILLING SQUARE ENDMILL

MATERIAL  MATERIALGROUPS DI(MM) Z  VC(MMIN AP (MM) AE(MM)  N(MIN-D  VE (MM/MIN)
1| 4 | s0- | oooa-o006 | <0050 100 1992022280 | 250530
15 | 4 | s0-70 | 0007-0009 | <0050 100 1061014850 | 300530
2 | & | s0-m | oow-oom | <005 100 790140 | 320-530
25 | 4 | S0-70 | 00B-005 | <0050 100 6370-870 | 330-530
3 | 4| so-m | oms-omy | <005 100 5Y0-7430 | 340-560
s | & | s0-m | oom-o05s | <00 100 3980-5570 | 350~ 560
5 | 4 | s0-70 | ooz-00m | <0050 100 3804460 | 360570
HARDEDNED 6 | 4 | 50-10 | 0035-003%8 | <0050 100 250-3T0 | 370560
( AES~T5EZEILRC) M2 8 | 4 | 50-0 | om3-0047 | <0050 100 1990-2190 | 340-520
S| 3 w | 4 | s0-7 | oo;2-0057 | <0050 100 1590-2230 | 330-510
© | 4 | s0-70 | ooeo-ooes | <005 100 13301860 | 320-490
% | & | s0-1 | ooe9-00%5 | <000 100 T40-1590 | 30~ 48D
% | 4 | s0-m | oom-noss | <050 100 %0-1390 | 300-470
® | 4 | 50-70 | 0085-00% | <0050 100 B80-140 | 300470
| 4 | s0-70 | 00%-0103 | <0050 100 80010 |  300-460
n | 4 | s0-7 | omz-ams | <0050 100 70-000 | 290-4é0
% | 4 | 50-70 | oms-017 | <0050 100 640-890 | 290450




Cutting Parameter - Square Endmill Standard

PROFILE MILLING

MATERIAL

www.xcut.in

HARDEDNED
STEEL
(52~63HRC)
AISI D2

MATERIAL GROUPS D1 (MM)

‘M27,28

SQUARE ENDMILL
VC (M/MIN) A1) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 b 40~60 0003 ~ 0.005 <0050 10D 12730 ~19100 150 ~380
15 b 40~60 0005 ~ 0.007 <0050 10D 8490 ~12730 170 ~ 360
2 4 40~60 0,007 ~0.010 <0050 10D 6370 ~ 9550 180 ~ 380
25 4 40~60 0010~ 0012 <0050 10D 5090 ~ 7640 200~ 370
3 4 40~ 60 0012~ 0014 <005D 10D 4240 ~ 6370 200 - 360
b b 40~60 0017 ~0.019 <0050 10D 3180 ~ 4770 220~ 360
5 b 40~60 0021~ 0024 <0050 10D 2550 ~ 3820 210 ~ 370
6 4 40~60 0026 ~ 0029 <0050 10D 2120~ 3180 220~ 370
8 4 40~60 0.032~0036 <0050 10D 1590 ~ 2390 200 ~ 340
10 4 40~60 0039~ 0043 <0050 10D 1270 ~1910 200~ 330
12 [ 40~60 0045~ 0050 <0050 10D 1060 ~ 1590 190 ~ 320
14 b 40~60 0051~ 0057 <0050 10D 910 ~1360 190 ~ 310
16 b 40~60 0,058 ~ 0.064 <0050 10D 800 ~ 1190 190 ~ 300
8 4 40~60 0064~ 0071 <0050 10D 710 ~ 1060 180 ~ 300
20 4 40~ 60 0.070~0078 <005D 10D 640 ~950 180 ~ 300
22 b 40~60 0077 ~ 0,085 <0050 10D 580~ 870 180 ~ 300
25 b 40~60 0086~ 0.095 <0050 10D 510 ~ 760 180~ 290

SIDE MILLING

MATERIAL

MATERIAL GROUPS

SQUARE ENDMILL

HARDEDNED
STEEL
(5560 HRC)
AISI D2

M33

D1 (MM) VC (M/MIN AP (MM) N (MIN-1)  VF (MM/MIN)
1 4 30~50 0.001~0.001 <0050 10D 9550 ~ 15920 40~60
15 4 30~50 0002 -~ 0.002 <0050 10D 6370 ~ 10610 50~80
2 4 30~50 0,002 ~0.003 <0050 10D 4770 ~ 7960 40~100
25 4 30~50 0.003 ~ 0.004 <0050 10D 3820~ 6370 50~100
3 4 30~50 0.004 ~ 0.005 <0050 10D 3180 ~ 5310 50~ 110
4 b 30~50 0.005 ~ 0.006 <0050 10D 2390 ~ 3980 50~100
5 4 30~50 0.007 ~0.008 <0050 10D 1910 - 3180 50~100
6 4 30~50 0.009 ~0.010 <0050 10D 1590 ~ 2650 60~110
8 4 30~50 00mM~0012 <005D 10D 1190 ~1990 50~100
10 4 30~50 0013 ~ 0014 <0050 10D 950 ~ 1590 50~90
12 4 30~50 0015~ 0017 <0050 10D 800 ~ 1330 50~90
14 4 30~50 0017~ 0019 <0050 10D 680 ~ 1140 50~90
16 4 30~50 0019 ~0021 <0050 10D 600 ~ 990 50-~80
18 4 30~50 0021~0024 <0050 10D 530~ 880 40~80
20 4 30~50 0023 ~ 0.026 <0050 10D 480 ~ 800 40~80
22 4 30~50 0026 ~ 0028 <0050 10D 430~720 40~80
25 4 30~50 0029 ~0032 <0050 10D 380 ~ 640 40~80
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Cutting Parameter - Square Endmill Long

Innovative Solutions
Indian Values

SIDE MILLING SQUARE ENDMILL

MATERIAL MATERIAL GROUPS D1 (MM) VC (M/MIN) A1) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)

1 b 40~56 0005 ~ 0.007 <10D <030 12730~ 17830 250~ 500

15 b 40~56 0008 ~ 0.01 <10D <030 8490 ~ 11880 270 ~ 520

2 4 40~56 0012~0015 <10D <030 6370~ 8910 310 ~ 530

25 4 40~56 0016 ~0.019 <10D <030 5090 ~7130 330 ~ 540

3 4 40~ 56 0020 ~0023 <10D <050 (MAX05) | 4240~5940 340 ~ 550

b b 40~56 0028 ~ 0.031 <10D <050 (MAX05) | 3180~ 4460 360 ~ 550

5 b 40~56 0035~ 0.039 <10D <05D (MAX05) | 2550-~3570 360 ~ 560

HARDEDNED 6 4 40~56 0043~ 0.048 <10D <05D (MAX05) | 2120~2970 360 ~ 570

( ASSISEZ}IE-ILRC) M26 8 4 40~56 0.054 - 0.059 <10D <05D (MAX05) | 1590~2230 340~ 530

AISI H13 10 4 40~56 0064~ 0.071 <10D <050 (MAX05) | 1270~1780 330~ 510

12 [ 40~56 0075 ~0.083 <10D <050 (MAX05) | 1060 ~1490 320~ 490

14 b 40~56 0086~ 0.094 <10D <050 (MAX0.5) 910 ~1270 310 ~ 480

16 b 40~56 0.09 -~ 0.106 <10D <050 (MAX0.5) 800~ M0 310 ~ 470

8 4 40~56 0107 ~0.18 <10D <050 (MAX0.5) 710 ~ 990 300~ 470

20 b 40~56 0m7~0129 <100 <050 (MAX05) 640 ~ 890 300~ 460

22 b 40~56 0128 ~ 0141 <10D <050 (MAX0.5) 580~ 810 300 ~ 460

25 b 40~56 0144~ 0158 <10D <050 (MAX0.5) 510~710 290 ~ 450

SIDE MILLING SQUARE ENDMILL

MATERIAL MATERIAL GROUPS D1 (MM) VC (M/MIN) A1) AP (MM) VF (MM/MIN)

1 4 32~ 48 0004~ 0.006 <100 <030 10190 ~ 15280 160 ~ 370

15 4 32~ 48 0.006 ~ 0.009 <100 <030 6790 ~10190 160 ~ 370

2 4 32~ 48 0009 ~0.012 <100 <030 5090 ~ 7640 180~ 370

25 4 32~ 48 0012~ 0015 <100 <030 4070~ 6110 200~ 370

3 4 32~148 0015~ 0018 <10D <050 (MAX05) 3400 ~ 5090 200~ 370

4 4 32~ 48 0021~0024 <100 <050 (MAX0.5) 2550 ~ 3820 210 ~ 370

5 4 32~ 48 0027~ 0030 <100 <050 (MAX0.5) 2040~ 3060 220~ 370

HARDEDNED 6 4 32~ 48 0032 ~0036 <100 < 05D (MAX0.5) 1700 ~ 2550 220~ 370

(52%22%10) M27,28 8 4 32~ 48 0.040 ~ 0.044 <100 < 05D (MAX0.5) 1270 ~1910 200~ 340

AISI D2 10 4 32~ 48 0.048 - 0.053 <100 < 05D (MAX0.5) 1020 - 1530 200~ 320

12 4 32~ 48 0,056 ~ 0.062 <100 <050 (MAX05) 850 ~ 1270 190~ 310

14 4 32~ 48 0064 ~007 <100 <050 (MAX0.5) 730 ~1090 190 ~ 310

16 4 32~ 48 0072~0079 <100 <050 (MAX0.5) 640 ~ 950 180 ~ 300

18 4 32~ 48 0,080~ 0.088 <100 <050 (MAX0.5) 570 ~ 850 180 ~ 300

20 4 32~48 0.088 ~0.097 <10D <050 (MAX05) 510 ~ 760 180 ~ 290

22 4 32~ 48 0096~ 0.106 <100 <050 (MAX0.5) 460 ~ 690 180~ 290

25 4 32~ 48 0108 ~ 0.9 <100 <050 (MAX0.5) 410~ 610 180~ 290




Cutting Parameter - Square Endmill Long

SIDE MILLING

MATERIAL

HARDEDNED
STEEL
(65~68 HRC)
AISI D2

MATERIAL GROUPS D1 (MM)

‘M27,28

SQUARE ENDMILL
VC (M/MIN) A1) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 b 24~ 40 0001~ 0002 <10D <030 7640 ~12730 30~100
2. b 24~ 40 0002 ~ 0.003 <10D <030 5090 ~ 8490 40~100
2 4 24~ 40 0.003 ~ 0.004 <10D <030 3820~ 6370 50~100
3. 4 24~ 40 0.004 ~ 0,005 <10D <030 3060 ~ 5090 50~100
3 4 24~ 40 0.005 ~ 0.006 <10D <0.5D(MAX0.5) 2550 ~ 4240 50~100
b b 24~ 40 0007 ~ 0.008 <10D <0.5D(MAX0.5) 1910 ~ 3180 50~100
5 b 24~ 40 0009 ~ 0010 <10D <0.5D(MAX0.5) 1530 ~ 2550 60-100
6 4 24~ 40 001-~0012 <10D <0.5D(MAX0.5) 1270 ~ 2120 60-100
8 4 24~ 40 0013 ~0015 <10D <0.5D(MAX0.5) 950 ~ 1590 50~100
10 4 24~ 40 0016 ~0.018 <10D <0.50(MAX0.5) 760 ~1270 50-~90
12 [ 24~ 40 0019 ~0021 <10D <0.5D(MAX0.5) 640 ~ 1060 50~90
14 b 24~ 40 0021~ 0024 <10D <0.5D(MAX0.5) 550~ 910 50~90
16 b 24~ 40 0024~ 0026 <10D <0.5D(MAX0.5) 480~ 800 50~80
8 4 24~ 40 0027 ~0029 <10D <0.5D(MAX0.5) 420~710 50~80
20 b 24~ 40 0029 ~ 0032 <10D <0.5D(MAX0.5) 380~ 640 40-~80
22 b 24~ 40 0032~ 0035 <10D <0.5D(MAX0.5) 350~ 580 40~80
25 b 24~ 40 0036 ~ 0,040 <10D <0.5D(MAX0.5) 310~ 510 40~80

SIDE MILLING

MATERIAL

MATERIAL GROUPS

SQUARE ENDMILL

HARDEDNED
STEEL
(55~60HRC)
AISI H13

M26

D1 (MM) VC (M/MIN) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 4 40~ 56 0.004 - 0.006 <005D 10D 12730~ 17830 200~ 430
15 4 40~ 56 0007 ~0.009 <005D 10D 8490 ~ 11880 240 ~ 430
2 4 40~ 56 0010~ 0012 <005D 10D 6370 ~ 8910 250 ~ 430
25 4 40~ 56 0013~ 0015 <005D 10D 5090~ 7130 260 ~ 430
3 4 40~ 56 0016 ~0.019 <005D 10D 4240 ~ 5940 270 ~ 450
4 b 40~ 56 0022~ 0.025 <005D 10D 3180 ~ 4460 280 ~ 450
S 4 40~ 56 0028 -~ 0.032 <005D 10D 2550 ~ 3570 290 ~ 460
6 4 40~ 56 0035~ 0038 <005D 10D 2120~ 2970 300 ~ 450
8 4 40~ 56 0043 ~0.047 <005D 10D 1590 ~ 2230 270~ 420
10 4 40~ 56 0052 -~ 0.057 <005D 10D 1270 ~1780 260 ~ 410
12 4 40~ 56 0,060 ~ 0.066 <005D 10D 1060 ~ 1490 250~ 390
14 4 40~ 56 0069 ~ 0075 <005D 10D 910 ~1270 250 - 380
16 4 40 ~56 0077 ~0.085 <005D 10D 800-~1M0 250~ 380
18 4 40~ 56 0085~ 0.094 <005D 10D 710 ~990 240~ 370
20 4 40~ 56 0094 ~0.103 <005D 10D 640~ 890 240~ 370
22 4 40~ 56 0102~ 0113 <005D 10D 580~ 810 240~ 370
25 4 40~ 56 0m5~0127 <005D 10D 510~710 230~ 360

www.xcut.in
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Cutting Parameter - Square Endmill Long

SIDE MILLING

Innovative Solutions
Indian Values

MATERIAL

HARDEDNED
STEEL
(52~63HRC)
AISI D2

MATERIAL GROUPS D1 (MM)

M27,28

SQUARE ENDMILL
Z  \VC (M/MIN) A1) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 b 32~ 48 0003 ~ 0.005 <0050 10D 10190 ~ 15280 120~ 310
15 b 32~ 48 0005 ~ 0.007 <0050 10D 6790 ~10190 140~ 290
2 4 32~ 48 0007 ~0.010 <0050 10D 5090 ~ 7640 140~ 310
25 4 32~ 48 0010~ 0012 <0050 10D 4070~ 6110 160 ~ 290
3 4 32~ 148 0012~ 0014 <005D 10D 3400 ~ 5090 160 ~ 290
b b 32~ 48 0017 ~0.019 <0050 10D 2550~ 3820 170 ~ 290
5 b 32~ 48 0021~ 0024 <0050 10D 2040 ~ 3060 170 ~ 290
6 4 32~ 48 0026 ~ 0029 <0050 10D 1700 ~ 2550 180 ~ 300
8 4 32~ 48 0.032~0036 <0050 10D 1270 ~1910 160 ~ 280
10 4 32~ 48 0039~ 0043 <0050 10D 1020 ~ 1530 160 ~ 260
12 [ 32~ 48 0045~ 0,050 <0050 10D 850 ~1270 150 ~ 250
14 b 32~ 48 0051~ 0057 <0050 10D 730~ 1090 150 ~ 250
16 b 32~ 48 0058 ~ 0.064 <0050 10D 640~ 950 150 ~ 240
8 4 32~ 48 0064~ 0071 <0050 10D 570 ~ 850 150 ~ 240
20 4 32~ 148 0070~ 0078 <005D 10D 510 ~ 760 140 ~ 240
22 b 32~ 48 0077 ~0.085 <0050 10D 460~ 690 140~ 230
25 b 32~ 48 0086~ 0.095 <0050 10D 410~ 610 140~ 230

SIDE MILLING

MATERIAL

MATERIAL GROUPS

HARDEDNED
STEEL
(63~68 HRC)
AISI D2

M33

SQUARE ENDMILL
D1 (MM) VC (M/MIN) A1) AP (MM) AE (MM) VF (MM/MIN)
1 4 24~ 40 0.001~0.001 <005D 10D 7640 ~12730 30~50
15 4 24~ 40 0002 ~ 0.002 <0050 10D 5090 ~ 8490 40~70
2 4 24~ 40 0002 ~0.003 <005D 10D 3820~ 6370 30~80
25 4 24~ 40 0.003 ~ 0.004 <005D 10D 3060 ~ 5090 40~80
3 4 24~ 40 0.004 ~0.005 <005D 10D 2550 ~ 4240 40-~80
4 b 24~ 40 0.005 ~ 0.006 <0050 10D 1910 ~ 3180 40~80
5 4 24~ 40 0.007 ~0.008 <0050 10D 1530 ~ 2550 40~80
6 4 24~ 40 0,009 ~0.010 <005D 10D 1270 ~ 2120 50~80
8 4 24~ 40 001-0012 <0050 10D 950~ 1590 40~80
10 4 24~ 40 0013 ~ 0014 <005D 10D 760 ~1270 40-~70
12 4 24~ 40 0015~ 0017 <0050 10D 640 ~1060 40~70
14 4 24~ 40 0017~ 0019 <0050 10D 550~ 910 40~70
16 4 24~ 40 0019 ~0021 <0050 10D 480 ~ 800 40~70
18 4 24~ 40 0021~0024 <005D 10D 420710 40~70
2 4 24~ 40 0023 ~ 0026 <005D 10D 380 ~ 640 30~70
22 b 24~ 40 0026 ~0.028 <0050 10D 350 ~ 580 40~60
25 4 24~ 40 0029 ~0032 <0050 10D 310 ~ 510 40~70
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Cutting Parameter - Square Endmill Extra Long

SIDE MILLING

MATERIAL

HARDEDNED
STEEL
(45~52HRC)
AISI H13

MATERIAL GROUPS D1 (MM)

M26

SQUARE ENDMILL
VC (M/MIN) A1) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 b 25-35 0005 ~ 0.007 <10D <030 7960 ~ M40 160 ~ 310
15 b 25-35 0008 ~ 0.01 <10D <030 5310 ~ 7430 170 ~ 330
2 4 25-35 0012~0015 <10D <030 3980 ~ 5570 190 ~ 330
25 4 25~35 0016 ~0.019 <10D <030 3180 ~ 4460 200~ 340
3 4 25-~35 0020 ~0023 <100 <050 (MAX05) 2650 ~ 3710 210~ 340
4 b 25-135 0028 ~ 0.031 <10D <050 (MAX05) 1990 ~ 2790 220~ 350
5 b 25-35 0035~ 0.039 <10D <05D (MAX05) | 1590~2230 220~ 350
6 4 25-35 0043~ 0.048 <10D <050 (MAX0.5) 1330 ~ 1860 230~ 360
8 4 25~35 0.054 - 0.059 <10D < 05D (MAX0.5) 990 ~1390 210~ 330
10 4 25~35 0064~ 0.071 <10D < 05D (MAX0.5) 800 ~ M0 200~ 320
12 [ 25-35 0075 ~0.083 <10D <050 (MAX05) 660 ~ 930 200 ~ 310
14 b 25-35 0086~ 0.094 <10D <050 (MAX0.5) 570 ~ 800 200 ~ 300
16 b 25~35 0.09 -~ 0.106 <10D < 05D (MAX0.5) 500 ~ 700 190 ~ 300
8 4 25~35 0107 ~0.18 <10D <050 (MAX0.5) 440 ~ 620 190 ~ 290
20 b 25435 0m7~0129 <100 <050 (MAX05) 400 ~ 560 190 ~ 290
22 b 25-135 0128 ~ 0141 <10D <050 (MAX05) 360~ 510 180~ 290
25 b 25-35 0144~ 0158 <10D <050 (MAX0.5) 320 - 450 180 ~ 280

SIDE MILLING

MATERIAL

MATERIAL GROUPS

SQUARE ENDMILL

HARDEDNED
STEEL
(52~63HRC)
AISI H13

M27,28

D1 (MM) VC (M/MIN) AP (MM) N (MIN-1)  VF (MM/MIN)
1 4 20~30 0.004 - 0.006 <10D <030 6370 ~ 9550 100 ~ 230
15 4 20~30 0.006 ~0.009 <10D <030 4240 - 6370 100 ~ 230
2 4 20~30 0009 ~0.012 <10D <030 3180 ~ 4770 110 ~ 230
25 4 20~30 0.012~0015 <10D <030 2550 ~ 3820 120~ 230
3 4 20~30 0015~0018 <10D <050 (MAX05) 2120 ~ 3180 130~230
4 b 20~30 0021~0024 <10D <050 (MAX0.5) 1590 ~ 2390 130~230
S 4 20~30 0027 ~0030 <10D < 05D (MAX0.5) 1270 ~1910 140~ 230
6 4 20~30 0032 ~0036 <10D <050 (MAX0.5) 1060 ~ 1590 140~ 230
8 4 20~30 0040 ~ 0.044 <100 <050 (MAX05) 800~ 190 130~210
10 4 20~30 0.048 ~ 0.053 <10D <050 (MAX0.5) 640 ~ 950 120~ 200
12 4 20~30 0,056 ~ 0.062 <10D <050 (MAX05) 530~ 800 120~ 200
14 4 20~30 0064 ~007 <10D <050 (MAX0.5) 450 ~ 680 120 ~ 200
16 4 20~30 0072~0079 <10D < 05D (MAX0.5) 400 - 600 120 ~190
18 4 20~30 0,080~ 0.088 <10D <050 (MAX05) 350~ 530 110 ~ 190
20 4 20~30 0088 ~ 0.097 <10D <050 (MAX0.5) 320~ 480 10~190
22 4 20~30 0,096~ 0.106 <10D <050 (MAX0.5) 290 ~ 430 110 ~ 180
25 4 20~30 0108 ~0.19 <10D <050 (MAX0.5) 250~ 380 110 ~180
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Cutting Parameter - Square Endmill Extra Long

SIDE MILLING

MATERIAL

Innovative Solutions
Indian Values

HARDEDNED
STEEL
(55~60HRC)
AISI H13

M33

SQUARE ENDMILL
MATERIAL GROUPS D1 (MM) VC (M/MIN) FZ (MM) AP (MM) AE (MM) N (MIN-)  VF (MM/MIN)
1 b 15~25 0001~ 0002 <10D <03D 4770 ~ 7960 20~ 60
15 b 15-25 0002 ~ 0.003 <10D <03D 3180 ~ 5310 30~ 60
2 4 15~25 0.003 ~ 0.004 <10D <03D 2390~ 3980 30~ 60
25 4 15~25 0.004 ~ 0.005 <10D <03D 1910 ~ 3180 30~ 60
3 4 15~25 0.005 ~ 0.006 <10D <05 D (MAX0.5) 1590 ~ 2650 30~60
b b 15~25 0007 ~ 0.008 <10D <05D (MAX0.5) 1190 ~ 1990 30~ 60
5 4 15~25 0009 ~ 0010 <10D <05D (MAX0.5) 950 ~ 1590 30~ 60
6 4 15~25 001-~0012 <10D <05D (MAX0.5) 800 - 1330 40~ 60
a 4 (156925 0013 ~0015 <10D <0.5D (MAX0.5) 600 ~ 990 30~ 60
10 4 15~25 0016 ~0.018 <10D <05D (MAX05) 480~ 800 30~ 60
12 [ 15~25 0019 ~0021 <10D <05D (MAX0.) 400~ 660 30~ 60
14 b 15~25 0021~ 0024 <10D <05D (MAX0.) 340~ 570 30~50
16 4 15~25 0024~ 0026 <10D <05D (MAX0.5) 300~ 500 30~50
8 4 15~25 0027 ~0029 <10D <0.5D (MAX0.5) 270 ~ 440 30~50
20 b (158225 0.029 ~ 0032 <10D <05 D (MAX0.5) 240~ 400 30~50
22 b 15~25 0032~ 0035 <10D <05D (MAX0.5) 220~ 360 30~50
25 b 15-25 0036 ~ 0,040 <10D <05D (MAX0.5) 190 ~ 320 30~50

SIDE MILLING

MATERIAL

MATERIAL GROUPS

SQUARE ENDMILL

HARDEDNED
STEEL
(45~52HRC)
AISI H13

M27,28

D1 (MM) VC (M/MIN AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 4 25-35 0.004 - 0.006 <0050 10D 7960 ~ M40 130~ 270
15 4 25-35 0007 ~0.009 <0050 10D 5310~ 7430 150~ 270
2 4 25~35 0010~ 0012 <0050 10D 3980 ~ 5570 160 ~ 270
25 4 25~35 0013 ~0015 <0050 10D 3180 ~ 4460 170~ 270
3 4 25-135 0016 ~0.019 <005D 10D 2650 ~ 3710 170 ~ 280
4 4 25-35 0022~ 0.025 <005D 10D 1990 ~ 2790 180~ 280
5 4 25~35 0028 -~ 0.032 <0050 10D 1590 ~ 2230 180~ 290
6 4 25~35 0035~ 0038 <005D 10D 1330 ~ 1860 190 ~ 280
8 4 25~35 0043 ~0.047 <005D 10D 990 ~1390 170 ~ 260
10 4 25135 0052 -~ 0.057 <0050 10D 800~ 110 170 ~ 250
12 4 25-35 0,060 ~ 0.066 <0050 10D 660 ~ 930 160 ~ 250
14 4 25~35 0069 ~ 0075 <0050 10D 570 ~ 800 160 ~ 240
16 4 25~35 0077 ~0.085 <0050 10D 500 ~ 700 150 ~ 240
18 4 25~35 0085~ 0.094 <0050 10D 440 ~ 620 150 ~ 230
20 4 25-135 0,094 ~0.103 <005D 10D 400 - 560 150~ 230
22 4 25-35 0102~ 0113 <0050 10D 360 ~ 510 150 ~ 230
25 4 25~35 0m5~0127 <0050 10D 320~ 4S0 150~ 230




Cutting Parameter - Square Endmill Extra Long

SLOTTING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS D1 (MM) VC (M/MIN) A1) AP (MM) AE (MM) N (MIN-1)  VF (MM/MIN)
1 b 20~30 0003 ~ 0.005 <0050 10D 6370 ~ 9550 80~190
15 b 20~30 0005 ~ 0.007 <0050 10D 4240 ~ 6370 80-180
2 4 20~30 0007 ~0.010 <0050 10D 3180 ~ 4770 90~190
25 4 20~30 0010~ 0012 <0050 10D 2550 ~ 3820 100~ 180
3 4 20~30 0012~ 0014 <005D 10D 2120 ~ 3180 100 ~ 180
b b 20~30 0017 ~0.019 <0050 10D 1590 ~ 2390 110 ~ 180
5 b 20~30 0021~ 0024 <0050 10D 1270 ~1910 110 ~ 180
HARDEDNED 6 4 20~30 0026 ~ 0029 <0050 10D 1060 ~ 1590 110 ~ 180
STEEL (52-63HRC) M27,28 8 4 20~30 0032 ~0036 <0050 10D 800 ~ 190 100 ~170
A2 10 4 20~30 0039~ 0043 <0050 10D 640~ 950 100 ~ 160
12 [ 20~30 0045~ 0050 <0050 10D 530 ~ 800 100 ~ 160
14 b 20~30 0051~ 0057 <0050 10D 450 ~ 680 90160
16 b 20~30 0,058 ~ 0.064 <0050 10D 400~ 600 90-150
8 4 20~30 0064~ 0071 <0050 10D 350~ 530 90-150
20 4 20~30 0070~ 0078 <005D 10D 320 ~ 480 90 ~150
22 b 20~30 0077 ~ 0,085 <0050 10D 290~ 430 90~150
25 b 20~30 0086~ 0.095 <0050 10D 250~ 380 180 ~ 280
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)XCLI T Innovative Solutions
TECHNOLOGIES Indian Values

DH SERIES
4 Flute Standard Endmill

D1 < D2

L1

ITEM CODE DI(DIA) D2 (SHANK) L2 (WL) L1(0AL)  AVAILABLITY TiSi
EMINADADH 1 4 3 50 °
EM15NADADH 15 # 4 50 ° PR
EM2NADADH 2 4 6 50 ° ME
EM3NADLDH 3 4 8 50 ° —
EM3NADLH 3 3 8 50 ° f—\ﬂ "
EMANADH 4 4 10 50 ° [
&
EMSNADH 5 5 13 50 °
T
EMSNADADH 5. 6 13 50 ° Co
EMGNADH 6 6 15 50 ° 0%
EMBNADH 8 8 25 60 ° —
EMIONADH 1 10 30 75 ° ['Eﬁ
EMT2NADH 12 12 30 75 ° =
EMILNAOH 1 1 15 100 ° —
EMI6NADH 1 1 45 100 ° 2
EMIBNDH 18 1 15 100 °
EM20NADH 2 20 50 100 °

® STOCKABLE ONON STOCKABLE




www.xcut.in

DH SERIES
2 Flute Standard Ballnose

D2
L1 ]
ITEM CODE DIDIA)  D2(SHANK)  L2(WL) L1(OAL)  AVAILABLITY @
BNINZDLDH 1 b 3 50
BNT.5N2D4DH 15 4 3 50 °
BN2N2DA4DH 2 4 4 50 ° @
BN3N2DH 3 3 6 50 °
BN3N2DADH 3 4 6 50 ° 08
BNAN2DH 4 4 8 50 ° um
BN5N2DH 5 5 0 50 °
BNSN2D6DH 5. 6 10 50 ° IE]I'JJ
BN6N2DH 6 6 1/ 50 °
BN8N2DH 8 8 1 60 °
BN1ON2DH 10 0 2 75 ° Eﬁﬁ
BNT2N2DH 12 12 25 75 °
® STOCKABLE ONON STOCKABLE
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)XCLI T Innovative Solutions
TECHNOLOGIES Indian Values

DH SERIES
4 Flute Long Endmill Series

L1
ITEM CODE D1(DIA) D2 (SHANK) L2 (WL) L1 (OAL) AVAILABLITY Tisi
EM3L4D4DH 3 4 15 75 [ ]
EMA4LADH 4T 4 15 75 () —
EM5L4D6DH 5 6 20 75 [ ] ME
EM6L4DH 6 6 24 75 ® e
EMBLADH 8 8 25 50 [ ] ' 0.8 )
EM4XL4ADH 4 4 16 100 [ ) |.|il1
&
EM6LR4DH 6 6 24 100 )
e,
EMBLRADH 8 8 32 100 [ ) Go
EM10LR4DH 10 10 40 100 ® 0%
EM12LR4DH 12 12 4L8 100 ® —
HRE
® STOCKABLE ONON STOCKABLE »50
L A
TR
afute
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DH SERIES
2 Flute Long Ballnose Series

D1

@yﬁ D2

<« L2 >
L1
ITEM CODE D1(DIA) D2 (SHANK) L2 (WL) L1 (0AL) AVAILABLITY @
BN3L2D4DH 3 4 8 75
BN3XL2DA4DH 8 4 8 100 [}
BNAL2DH 4 A 10 15 [ @
BNAXL2DH A A 10 100 °
BN6L2DH 6 6 12 15 [ 08
BN6LR2DH 6 6 15 100 ® [im
BN8L2DH 8 8 16 15 [ )
BN8LR2DH 8 8 20 100 [} EI.]
BN10LR2DH 10 10 25 100 [ 107
BN12LR2DH 12 12 30 100 °
HRC
® STOCKABLE ONON STOCKABLE A0
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)Xcu T Innovative Solutions
TECHNOLOGIES Indian Values

DH SERIES
4 Flute Ballnose Line

7

—
=

O :%\ o
L1
P
ITEM CODE D1(DIA) D2 (SHANK)  L2(WL)  L1(0AL)  AVAILABLITY Tisi
BN2N4D4DH 2 4 4 50 ° —__/
BN3N4DH 3 3 6 50 ° —
BN&NLDH 4 4 8 50 ° ME
|
BNSNADH 5 5 1 50 °
BN6NA4DH 6 6 12 50 ° ( 0.8 )
m
BNSNADH 8 8 16 60 ° i
BN1ONADH 10 10 20 75 °
BN12NA4DH 17 1 25 75 ° E!!,
"]a’:
® STOCKABLE ONON STOCKABLE e
HRE
»30
L "
ST,
Afute
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DH SERIES
4 Flute Corner Radius Endmill

S
L2

L1
ITEM CODE DIDIA)  D2(SHANK)  L2(WL)  L1(OAL)  AVAILABLITY .
EM3NADACRO50H 3R05 4 6 50 o
EM3NADACRIDH 3R1 4 6 50 o
EMANACRO 50 4R05 A 8 50 o ME
EMANGCRTDH 4R1 4 8 50 ° —
EMBNACRO 50H 5R05 5 10 50 o o)
EMBNACRIDH 5R1 5 0 50 o i
&
EMENACRO.50H 6R05 6 1 50 o
P o ¥
EMONACRIDH 6R1 6 1 50 . Co
EMBNACRO.50H 8RO.5 8 1 60 ° 0%
EMBNACRIDH 8R1 8 n 60 o JR—
EMIONGCRO.5DH 10R05 10 2 75 o HRE
»a0
EMIONACRIDH 10R1 10 2 75 o ——
EMIZNACRO 50H 12R05 " 2 75 o —
EMIZNACRIDH 12R1 " 2 75 o i

® STOCKABLE ONON STOCKABLE
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Innovative Solutions
Indian Values

DH SERIES
Extra Long Length 4 Flute Square Endmill

eSS | IF

‘ L2

L1

ITEM CODE D1(DIA) D2 (SHANK) L2 (WL) L1 (0OAL)
EM6XLADH 6 6 40 150
EMBXLADH 8 8 40 150
EM10XLADH 10 10 40 150
EM12XL4DH 12 12 50 150
EM16XL4DH 16 16 60 150

EM20XLA4DH 20 20 60 150

N

AVAILABLITY Tisi

e I I I = =
® o o o o

® STOCKABLE ONON STOCKABLE Go
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DH SERIES
2 Flute Rib Endmill

— 21

o P ——

ITEM NUMBER DI(DIA) L2 (WL) L(OAL)  D2(SHANK)  AVAILABLITY @

MEQ 3F2LN2D4DH 03 2 50 i o

MEO.3FLLN2DADH 03 4 50 4 o

MEQ 4F2LN2D4DH 0k 2 50 4 o @

MEQ 4F4LN2DADH 04 4 50 4 o

MEQ.SF2LN2DADH 05 2 50 4 o 1)

MEQ SFALN2D4OH 05 4 50 4 . [

MEQ 5F6LN2D4DH 05 6 50 i .

MEO SFBLN2DADH 05 8 50 4 . T

MEQ 6FALN2DADH 06 i 50 4 o 0%

MEQ 6F6LN2D4DH 06 6 50 4 o —

MEQ 6FBLN2DADH 06 8 50 4 o ?Eg

MEO 8F4LN2D4DH 08 4 50 4 o —

MEQ 8F6LN2DADH 08 6 50 4 o

MEQ 8FBLN2DADH 08 8 50 i o

MEQ 8FIOLN2D4DH 08 10 50 4 o

METFSLN2DADH 1 6 50 4 o

METFIOLN2DADH 1 10 50 i .

METFI2LN2D4DH 1 n 50 4 o

METFI6LN2DADH 1 16 50 4 .

ME15FBLN2D4DH 15 8 50 4 o

ME1 5FIOLN2DADH 15 10 50 4 .

ME1SFI2LN2D4DH 15 n 50 4 .

ME15FI6LN2DADH 15 16 50 i o

ME2FBLN2DADH 2 8 50 4 .

MEZFIOLN2D40H 2 10 50 4 o

MEZFI2LN2D40H 2 i 50 4 o

ME2FI6LN2DADH 2 16 50 i .

ME2F20LN2D40H 2 20 50 4 o
ME2.5FIOLN2D4DH 25 1 50 i o
ME2.5F16LN2D4DH 25 16 50 4 o
ME2.5F20LN2D40H 25 2 50 i o PLEASE NOTE : FLUTE
ME3FI2LN2D40H 3 2 50 4 . LENGTH OF ALL ABOVE

TOOLS IS 2 X DIAMETER .

ME3FI6LN2D40H 3 16 50 4 o FOR EG. FOR 0.5MM DIA
ME3F20LN2D4DH 3 2 50 4 o FLUTE LENGTH IS TMM.
ME3F25LN2D4DH 3 2 50 4 o

® STOCKABLE ONON STOCKABLE
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Innovative Solutions
Indian Values

DH SERIES
2 Flute BallNose Rib Endmill

L ——————————

ITEM NUMBER D1(DIA) L2 (WL) L (0AL) D2(SHANK) AVAILABLITY @
MB0.5F2LN2DADH 05 2 50 4 (]
MBO.5FALN2DADH 05 4 50 4 °
MBO0.5F6LN2D4DH 05 6 50 4 (] @
MBO0.5FBLN2D4ADH 05 8 50 b °
MBO.6F4LN2DADH 0.6 4 50 b (o] H\
MBO.6F6LN2D4DH 0.6 6 50 4 O M
MBO.6F8LN2D4DH 0.6 8 50 4 o
MBO.8FALN2DADH 08 4 50 4 (o} T
MBO.8F6LN2DADH 08 6 50 4 (o] 0%
MBO.8F8LN2DADH 08 8 50 b (o] ——
MBO.8F10LN2D4DH 08 10 50 4 o EEE I
MBTF6LN2DADH 1 6 50 4 ° —
MB1FI0LN2D4DH 1 10 50 4 (]
MBIF12LN2D4DH 1 12 50 b °
MB1F16LN2D4DH 1 16 50 b °
MB1.5F8LN2DADH 15 8 50 4 °
MB1.5F10LN2D4DH 15 10 50 4 o
MB1.5F12LN2D4DH 15 12 50 4 °
MB1.5F16LN2D4DH 15 16 50 b °
MB2F8LN2D4DH 2 8 50 b °
MB2F10LN2DA4DH 2 10 50 A (]
MB2F12LN2DA4DH 2 12 50 4 °
MB2F16LN2DA4DH 2 16 50 4 (]
MB2F20LN2D4DH 2 20 50 4 (o]
MB2.5F10LN2D4DH 25 10 50 b (o]
MB2.5F16LN2D4DH 25 16 50 4 O
MB2.5F20LN2D4DH 25 20 50 4 (o]
MB3F12LN2DA4DH 3 12 50 4 °
MB3F16LN2D4DH 3 16 50 b °
MB3F20LN2D4DH 3 20 50 b °
MB3F25LN2D4DH 3 25 50 4 o

® STOCKABLE ONON STOCKABLE

PLEASE NOTE : FLUTE LENGTH OF ALL ABOVE TOOLS IS 2 X DIAMETER . FOR EG: FOR
0.5MM DIA, FLUTE LENGTH IS TMM




www.xcut.in

DH SERIES
4 Flute Rib Endmill

— L

| = e e———

ITEM NUMBER DI(DIA) L2 (WL) L(OAL)  D2(SHANK) AVAILABLITY "TSI‘
METF6LNADADH 1 6 50 4 ° L
METFIOLNDADH 1 10 50 4 ° PR
METFI2LND4DH 1 12 50 4 ° ME
METFI6LNADADH 1 1 50 4 ° —
ME1.5F8LN4DADH 15 8 50 4 o ”ﬁ“

ME15FI0LNADADH 15 10 50 4 ° um
ME15F12LNADADH 15 12 50 4 o PR
ME15F16LNADADH 15 1 50 4 ° I'i]“
ME2F8LNADADH 2 8 50 4 ° —t
ME2FIOLN4DADH 2 10 50 4 ° (me)
ME2FT2LNADA4DH 2 12 50 4 ° *50 )
ME2F16LNADADH 2 1 50 4 °

ME2F20LNLDADH 2 20 50 4 ° o

ME25FIOLNADADH 25 10 50 4 o -

ME2.5F16LNADADH 25 1 50 4 o)

ME2.5F20LNADADH 25 20 50 4 o)

ME3FI2LND4DH 3 12 50 4 °

ME3FI6LND4DH 3 1 50 4 °

ME3F20LN4DADH 3 20 50 4 °

ME3F25LN4DADH 3 25 50 4 o)

® STOCKABLE ONON STOCKABLE

PLEASE NOTE : FLUTE LENGTH OF ALL ABOVE TOOLS IS 2 X DIAMETER . FOR EG: FOR
0.5MM DIA, FLUTE LENGTH IS TMM.

369



Innovative Solutions
Indian Values

Cutting Parameter - Miniature
Square Endmill Long Neck

2 FLUTES MINIATURE ENDMILL
DEPTH OF CUT HARDENED STEELS - M26,M27 HARDENED STEELS -M28,M33
C L2 | AE(MM) | AP(MM) | VC(M/MIN) FZ(MM) | N(MIN-T) | VF (MM/MIN) | AP (MM) | VC (M/MIN) | FZ(MM) | N (MIN-T) | VF(MM/MIN)
02 0.57 100 0040 25 0002 40,000 160 0034 25 0001 40,000 80
0.2 1 100 0.016 23 0002 37,400 140 0014 23 0001 37.400 70
02 15 100 0.0m 22 0002 34,800 2 0010 22 0001 34,800 61
03 1 100 0040 38 0002 40,000 160 0034 38 0001 40,000 80
03 2 10D 0020 33 0002 34,800 2 0017 33 0001 34,800 61
0.3 3 100 0012 28 0001 29,600 88 0010 28 0001 29,600 bh
0.4 2 100 0.032 47 0003 37,400 210 0027 47 0003 37,301 209
0.4 3 100 0023 b 0003 34,800 182 0019 b 0003 | 34708 181
0.4 4 100 0016 37 0002 29,600 131 0014 37 0002 | 29522 131
0.4 5 100 0013 34 0002 27,000 109 00m 34 0002 26929 109
05 2 100 0.050 62 0004 39,099 315 0043 57 0004 | 35916 264
05 4 100 0025 50 0003 31474 204 0021 45 0003 28912 m
05 6 100 0017 42 0003 26,39 143 0014 38 0002 | 24,243 120
05 8 100 0013 34 0002 21,309 93 0om 31 0002 19,574 8
0.6 2 10D 0.080 68 0,005 35916 336 0.068 60 0004 31831 239
06 4 100 0040 59 0004 31,246 254 0034 52 0003 27,693 181
0.6 6 100 0.024 50 0003 26,577 184 0020 b 0003 | 235685 131
06 8 100 0018 b6 0003 24,243 153 0016 I 0002 21,486 109
0.6 10 100 0015 37 0002 19,574 100 0013 33 0002 | 17,348 n
0.7 2 100 0140 70 0005 31,831 328 0m9 60 0005 | 27284 259
0.7 b 100 0.056 65 0005 29,762 286 0048 56 0004 | 25510 226
07 6 100 0035 56 0004 25,624 212 0030 48 0004 21,963 168
0.7 8 100 0025 52 0004 23,555 179 0022 bh 0003 20,190 142
07 10 100 0020 43 0003 19,617 122 0017 37 0003 16,643 9
08 4 10D 0.064 65 0,005 26042 278 0,054 56 0004 | 22321 198
08 6 100 0046 61 0005 24,231 24 0039 52 0004 | 20770 m
08 8 100 0.032 52 0004 20,610 174 0027 b 0003 17,666 124
08 10 100 0027 47 0004 18,800 145 0023 I 0003 16,14 103
08 12 100 0021 43 0003 16,990 9 0018 37 0003 14,563 84
09 6 100 0.060 61 0005 21539 230 0,051 52 0.005 18,462 185
09 8 100 0.045 56 0005 19,930 197 0038 48 0004 | 17,083 158
09 10 100 0033 52 0004 18,321 166 0028 b 0004 | 15703 134
09 15 100 0023 38 0003 13,493 90 0019 33 0003 11,565 72
10 6 100 0.067 61 0006 19,385 226 0057 52 0005 16,616 166
10 8 10D 0.050 56 0,005 17,937 194 0043 48 0004 | 15374 142
10 10 100 0040 52 0005 16,489 164 0034 bk 0004 14,133 120
10 12 100 0.033 47 0004 15,040 136 0028 I 0004 12,80 100
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Cutting Parameter - Miniature
Square Endmill Long Neck

2 FLUTES MINIATURE ENDMILL
DEPTH OF CUT HARDENED STEELS - M26,M27 HARDENED STEELS -M28,M33
C L2 | AE(MM) | AP (MM) | VC(M/MIN) FZ(MM) | N(MIN-T) | VF (MM/MIN) | AP (MM) | VC (M/MIN) | FZ(MM) | N (MIN-T) | VF(MM/MIN)
10 14 10D 0029 43 0004 13592 m 0024 37 0003 11650 82
10 16 100 0025 38 0004 12164 89 0021 33 0003 10409 65
12 6 100 0.0% 65 0007 17361 250 0082 56 0006 14881 188
12 8 100 0.080 61 0007 16154 iy 0.068 52 0006 13846 163
12 10 100 0.060 56 0006 14947 186 0,051 48 0005 12812 139
12 12 100 0048 52 0006 13740 157 0041 bh 0005 nm T8
14 6 10D 0140 70 0008 15916 264 0m9 60 0,007 13642 200
14 8 100 0m2 65 0007 14881 231 0095 56 0007 12755 175
14 10 100 0.080 61 0007 13846 200 0068 52 0006 11868 151
14 12 100 0.070 56 0006 12812 m 0.060 48 0006 10981 130
14 14 10D 0.056 52 0006 T 145 0048 bh 0.005 10095 10
14 16 100 0.051 52 0006 nn 145 0043 bl 0005 10095 10
15 6 100 0150 70 0009 14855 259 0128 60 0008 12732 212
15 8 100 0120 65 0008 13889 226 0102 56 0007 11904 185
15 10 100 0100 61 0007 12923 196 0085 52 0007 1077 160
15 12 100 0075 56 0.007 11958 168 0064 48 0006 10249 137
15 14 100 0.067 56 0007 11958 168 0057 48 0006 10249 137
15 16 100 0.060 52 0006 10992 142 0,051 bh 0006 9422 16
15 18 100 0050 47 0006 10027 18 0043 I 0005 8594 91
15 20 100 0046 47 0006 10027 T8 0039 I 0005 8594 91
16 6 10D 0213 70 0009 13926 259 0181 60 0.008 11937 199
16 8 100 0128 65 0008 13021 226 0109 56 0007 me1 174
16 10 100 0107 61 0008 1216 196 0091 52 0007 10385 151
16 12 100 0091 61 0008 1216 196 0078 52 0007 10385 151
16 14 100 0080 56 0007 11210 168 0.068 48 0006 9609 129
16 16 100 0064 52 0.007 10305 142 0054 bh 0006 8833 109
16 8 100 0.058 52 0007 10305 142 0049 [ 0006 8833 109
16 20 100 0.053 47 0006 9400 18 0045 I 0005 8057 N
18 6 100 0240 70 0010 12319 255 0.204 60 0009 10611 198
18 8 100 0180 70 0010 12319 255 0153 60 0009 10611 198
18 10 10D 0144 65 0009 11574 223 0122 56 0.008 921 173
18 12 100 0120 61 0009 10769 193 0102 52 0008 9231 150
18 14 100 0103 61 0009 10769 193 0087 52 0008 9231 150
18 16 100 0.090 56 0008 9965 165 0077 48 0007 8541 128
18 18 100 0072 52 0007 9160 140 0061 i 0007 7852 108
18 20 100 0.065 52 0007 9160 140 0.056 bh 0007 7852 108
20 6 100 0267 70 0om mal 252 0227 60 0010 9550 197
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Innovative Solutions
Indian Values

Cutting Parameter - Miniature
Square Endmill Long Neck

2 FLUTES MINIATURE ENDMILL
DEPTH OF CUT HARDENED STEELS - M26,M27 HARDENED STEELS -M28,M33
C L2 | AE(MM) | AP (MM) | VC(M/MIN) FZ(MM) | N(MIN-T) | VF (MM/MIN) | AP (MM) | VC (M/MIN) | FZ(MM) | N (MIN-T) | VF(MM/MIN)
20 8 10D 0.200 70 00m 1141 252 0170 60 0010 9,550 197
20 10 100 0160 65 0010 10,416 220 0136 56 0009 8929 172
20 12 100 0133 61 0010 9,692 190 013 52 0009 8,308 149
20 14 100 0114 61 0010 9,692 190 0097 52 0009 8,308 149
20 16 100 0100 56 0009 8,968 163 0085 48 0008 7,687 128
20 18 100 0.089 56 0009 8,968 163 0076 48 0.008 7,687 128
20 20 10D 0.080 52 0008 8,244 138 0.068 bh 0,007 7,067 108
20 25 100 0.067 47 0007 7520 15 0057 I 0007 6,446 90
20 30 100 0053 43 0007 6,7% /0 0045 37 0006 5825 73
25 8 100 0333 70 0013 8913 230 0283 60 0012 7,640 0
25 10 10D 0.250 70 0013 8913 230 0.213 60 0012 7,640 0
25 12 100 0.250 70 0013 8913 230 0.213 60 0012 7,640 "
25 14 100 0200 65 0012 8333 201 0170 56 00m 1143 167
25 16 100 0167 61 0om 7,754 174 0142 52 0010 6,646 145
25 18 100 0143 61 00m 1,754 174 0121 52 0010 6,646 145
25 20 100 0125 56 0010 1175 149 0106 48 0.010 6,150 124
25 25 100 0100 52 0009 6,595 126 0085 bl 0,009 5,653 105
25 30 100 0.083 47 0008 6,016 105 007 I 0008 5157 87
30 8 100 0.600 70 0015 1427 il 0510 60 0014 6,366 185
30 10 100 0.400 70 0015 7427 oAl 0340 60 0014 6,366 185
30 12 10D 0.300 70 0015 1627 m 0.255 60 0014 6,366 185
30 14 100 0.300 70 0015 7427 oAl 0255 60 0014 6,366 185
30 16 100 0.240 65 0014 6,944 193 0.204 56 0013 5952 162
30 8 100 0.200 61 0013 6,461 167 0170 52 0012 5538 140
30 20 100 0200 61 0013 6,461 167 0170 52 0012 5938 140
30 25 100 0150 56 0012 59719 143 0128 48 00m 5125 120
40 10 100 0.800 70 0019 557 207 0680 60 0019 4,775 182
40 15 100 0533 70 0019 5571 217 0.453 60 0019 4,775 182
40 20 100 0320 65 0018 5208 189 0272 56 0017 464 159
40 25 100 0267 61 0017 4,846 164 0227 52 0016 4,154 138
40 30 10D 0229 61 0.017 4,846 164 0194 52 0016 4,154 138
40 40 100 0160 52 0014 4,122 9 0136 bk 0014 3,533 100
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Cutting Parameter - Hard 2 Flute
Ballnose

PROFILE MILLING a<15°
MATERIAL MATERIALGROUPS DI(MM)  Z  VC(M/MIN)  FZ(MM) AP (MM)  AE(MM)  N(MIN-T)  VF (MM/MIN)
05 2 63 0008 <0050 <01 40000 640
06 2 75 0009 <0050 <01 40000 699
07 2 88 0009 <0050 <01 40000 758
08 2 101 0010 <0050 <01 40000 817
09 2 3 aon <0050 <01 40000 877
1 2 12 0012 <0050 <01 40000 936
15 2 188 0015 <0050 <020 40000 1231
2 2 251 0019 <0050 <020 40000 1527
25 2 3 0023 <005D <020 40000 1823
ALLOY STEEL, TOOL 3 2 370 002 <0050 <020 39258 2079
PRE:IIIEEDIENED m; m‘: ::12"2 4 2 370 0034 <0050 <020 kil 1994
STEELASHRLJA 23, M2k W25 5 2 370 0041 <0050 <020 23555 1944
HI3AISI D2, NAK 6 2 370 0049 <0050 <0.20 19629 1910
8 2 370 0063 <005D <020 14722 1868
10 2 370 0078 <0050 <020 mn 1842
12 2 370 0093 <0050 <020 9815 1826
1 2 370 0093 <0050 <020 8412 1565
1 2 370 0093 <0050 <020 7361 1369
18 2 370 0093 <005D <020 6543 1217
2 2 370 0093 <0050 <020 5889 1095
2 2 370 0093 <0050 <020 5353 996
25 2 370 0093 <0050 <020 470 876
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Innovative Solutions
Indian Values

Cutting Parameter - Hard 2
Flute Ballnose

PROFILE MILLING a<15°
VC (M/MIN) FZ (MM) AP (MM)  AE (MM) N (MIN-1) VF (MM/MIN)

MATERIAL MATERIAL GROUPS D1 (MM)

N

05 2 63 0.006 <0050 <01D 40000 480
06 2 75 0007 <0050 <01D 40000 531
07 2 88 0007 <0050 <01D 40000 583
08 2 101 0008 <0050 <01D 40000 634
09 2 3 0009 <0050 <01D 40000 686
1 2 126 0009 <0050 <01D 40000 31
15 2 188 0012 <0050 <020 40000 995
2 2 250 0016 <0050 <020 39789 1246
25 2 250 0019 <0050 <020 31831 1201
3 2 250 0022 <0050 <020 26526 72
HA(?JEI?;DHSRT;EL M2, M2 4 2 250 0029 <0050 <020 19894 1135
AISIH 5 2 250 0035 <0050 <020 15915 ms
6 2 250 0041 <0050 <020 13263 1098
8 2 250 0,054 <0050 <020 9947 1079
10 2 250 0067 <0050 <020 7958 1068
12 2 250 0080 <0050 <020 6631 1061
14 2 250 0080 <0050 <020 5684 909
16 2 250 0080 <0050 <020 4974 19
8 2 250 0080 <0050 <020 L6721 707
20 2 250 0080 <0050 <020 3979 637
22 2 250 0080 <0050 <020 3617 579
25 2 250 0080 <0050 <020 3183 509
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Cutting Parameter - Hard
2 Flute Ballnose Long

PROFILE MILLING a<l5°
MATERIAL  MATERIALGROUPS DI(MM)  Z  VC(M/MIN)  FZ (MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
05 2 63 0002-0003 | <005 < 40000 160~ 240
06 2 75 0002-0006 | <005 <0 40000 160 - 320
07 2 8 0002-0004 | <005 <0 40000 160~ 320
08 2 0] 0003-0005 | <005 <0 40000 240 - 400
09 2 3 0003-0005 | <003 <01 40000 240 400
1 2 126 0004-0006 | <005 <0 40000 320- 480
15 2 188 0006-0008 | <005 <0 40000 480 - 640
2 2 251 0009 - 00 <0050 <02 40000 720~ 880
L0V STEEL 25 2 3 0071~ 0014 <0050 <02 40000 880 - 1120
T00L STEEL 3 2 377 0014 - 00%6 <0050 <02 40000 120 - 1280
PRE-HARDENED M12,13,14,15,18, I 2 432~ 503 0.019~0021 <0050 <0.20 34380 ~ 40000 1310 ~ 1680
STEEL (-45 HRC) 20,23, 24,25 5 2| 432-504 | 00%-00%6 | <0050 <020 | 275003209 | 1320-1670
AISIHI3 AIS 6 2 432-506 | 0029-0031 <0050 <020 | 22920-26740 | 1330-1660
s 8 2| 432-504 | 0034-0038 | <005D <020 | 1790-20050 | TI70-1520
0 2 432-506 | 0040-0046 |  <005D <020 | 13750-16040 | TI0O~1410
2 2 | 432-504 | 0046-0051 | <005D <020 | TIk0-13370 | 1050-1360
1 2 432-504 | 0052-0057 | <0050 <020 | 9820-TI460 1020 - 1310
) 2 | 432-504 | 0058-0064 | <005D <020 | 8590-10030 | 10001280
18 2 432-504 | 0064-0070 | <0050 <020 | 7640-8910 980 - 1250
0 2 | 432-504 | 0070-0077 | <0050 <020 | 6880-8020 960 - 1240
o) 2 432-506 | 0076-0083 | <0050 <020 | 6250-7290 950~ 1210
% 2 | 432-504 | 0084-0093 | <005D <020 | 5500-6420 9201190
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Innovative Solutions
Indian Values

Cutting Parameter - Hard
2 Flute Ballnose Long

PROFILE MILLING a<15°
MATERIAL MATERIAL GROUPS D1 (MM) Z VC(MMIN)  FZ(MM) AP(MM)  AE(MM) N (MIN-1) VF (MM/MIN)
05 2 63 0001~ 0003 <0050 <010 40000 80~ 240
06 2 75 0002~ 0003 <0050 <010 40000 160 ~ 240
07 2 88 0002 ~ 0004 <0050 <010 40000 160~ 320
08 2 101 0002 ~ 0.004 <0050 <010 40000 160~ 320
09 2 3 0003 ~ 0004 <0050 <010 40000 240 ~320
1 2 126 0003 ~ 0005 <0050 <010 40000 240 ~ 400
15 2 168 0005 - 0007 <0050 <010 40000 400 ~ 560
2 2 251 0007 ~ 0.009 <0050 <020 40000 560 ~ 720
ALY TR 25 2 314 0009 ~ 001 <0050 <020 40000 720 - 880
TO0L STEEL, 3 2 377 001~ 0013 <0050 <020 40000 880 ~1040
PRE-HARDENED M12,13,14,15,18, A 2 403 ~ 470 0015~ 0017 <0050 <0.2D 32090 ~ 37430 960 ~ 1270
STEEL (45 HRC) 22,23, 24,25 5 2 403-470 | 0019~0021 <005D <020 | 25670-29950 980 - 1260
AISIHI3 AIS 6 2 | 403-470 | 0023-0025 | <0050 <020 | 21390-24960 | 980~1250
e 8 2 403-470 | 0028-0030 <0050 <020 | 16040~18720 900~ 1120
10 2 403~470 | 0032-0035 <0050 <020 | 12830-14970 820 ~1050
12 2 403~470 | 0037~0041 <0050 <020 | 10700-~12480 790 - 1020
1h 2 403~4T1 | 0042~0046 <0050 <020 9170 ~ 10700 770~ 980
1 2 403470 | 0046~ 0051 <0050 <020 8020 - 9360 740 - 950
18 2 403~470 | 0051-0056 <0050 <020 7130~ 8320 730 ~ 930
2 2 403471 | 0056~ 0061 <0050 <020 6420 - 7490 720~ 910
2 2 403~4T1 | 0061~ 0067 <0050 <020 5830 - 6810 710~ 910
25 2 403~470 | 0068~ 0074 <0050 <020 5130 - 5990 700 ~ 890
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Cutting Parameter - Hard
2 Flute Ballnose Long

PROFILE MILLING a<15°
MATERIAL MATERIAL GROUPS D1 (MM) A VC (M/MIN) FZ (MM) AP (MM)  AE (MM) N (MIN-1) VF (MM/MIN)
05 2 63 0002~ 0.003 <0050 <01D 40000 160 ~ 240
06 2 75 0002 -~ 0.004 <0050 <01D 40000 160 ~ 320
07 2 88 0.002 ~0.004 <0.050 <01D 40000 160 ~ 320
08 2 101 0003 ~ 0.005 <0050 <01D 40000 240 ~ 400
09 2 3 0.003 ~ 0.005 <0050 <01D 40000 240 ~ 400
1 2 126 0.004 - 0.006 <0050 <01D 40000 320 - 480
15 2 188 0006 ~0.008 <0050 <01D 40000 480 ~ 640
2 2 251 0009~ 001 <0050 <020 40000 720 ~ 880
25 2 314 0011~ 0014 <0050 <020 40000 880~ 1120
3 2 377 0014~ 0016 <0050 <020 40000 1120 ~ 1280
}({25R~D5E5NIEEC§TAE|2I- M2 4 2 432~ 503 0019~0021 <0050 <020 34380 ~ 40000 1310~ 1680
W3 5 2 432~ 504 0024~ 0026 <0050 <020 27500 ~ 32090 1320~ 1670
6 2 432~ 504 0029 ~0.031 <0050 <020 22920 ~ 26740 1330 - 1660
8 2 432~ 504 0034~ 0038 <0050 <020 17190 ~ 20050 1170 ~1520
10 2 432~ 504 0040~ 0.044 <0050 <020 13750 ~ 16040 1100 ~ 1410
12 2 432~ 504 0046~ 0.051 <0050 <020 11460 ~ 13370 1050 ~ 1360
14 2 432~ 504 0052~ 0.057 <0050 <020 9820 ~ 1460 1020 ~1310
16 2 432 ~ 504 0,058 ~ 0.064 <0050 <020 8590 ~10030 1000 - 1280
8 2 432~ 504 0064~ 0.070 <0050 <020 7640 ~ 8910 980 ~ 1250
20 2 432~ 504 0070~ 0077 <0050 <020 6880 ~ 8020 960 ~ 1240
22 2 432~ 504 0076 - 0.083 <0050 <020 6250~ 7290 950~1210
25 2 432~ 504 0084 ~ 0093 <0050 <020 5500 ~ 6420 920 - 190
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Innovative Solutions
Indian Values

Cutting Parameter - Hard
2 Flute Ballnose Long

PROFILE MILLING a<15°
MATERIAL MATERIAL GROUPS D1 (MM) A VC (M/MIN) FZ (MM) AP (MM)  AE (MM) N (MIN-1) VF (MM/MIN)

05 2 63 0.000 ~ 0.002 <0050 <01D 40000 0-160

06 2 75 0001~ 0002 <0050 <01D 40000 80~160

07 2 88 0001~0003 <0.050 <01D 40000 80~ 240

08 2 101 0002 ~ 0.003 <0050 <01D 40000 160 ~ 240

09 2 3 0,002 ~ 0.004 <0050 <01D 40000 160 ~ 320

1 2 126 0.003 ~ 0.004 <0050 <01D 40000 240~ 320

15 2 168 -~ 188 0005 ~ 0.007 <0050 <01D 35650 ~ 40000 360 ~ 560

2 2 168 - 235 0.007 - 0.009 <0050 <020 26740 ~ 37430 370~ 670

25 2 168 ~ 235 0009 ~00M <0050 <020 21390 - 29950 390 -~ 660

3 2 168 ~ 235 0012 ~0.014 <0050 <020 17830 ~ 24960 430700

}({25R~D5$]NIEEC§TAEI2I- M2 4 2 168 ~ 235 0016~ 0018 <0050 <020 13370 ~ 18720 430~ 670
W3 5 2 168 ~ 235 0021~0023 <0050 <020 10700 ~ 14970 450~ 690
6 2 168 - 235 00250028 <0050 <020 8910 - 12480 450 - 700

8 2 168 ~ 235 0032~ 0035 <0050 <020 6680 ~ 9360 430~ 660

10 2 168 ~ 235 0038 ~ 0.042 <0050 <020 5350 ~ 7490 410 ~630

12 2 168 ~ 235 0044 ~0048 <0050 <020 4460 ~ 6240 390 ~ 600

14 2 168 ~ 235 0050 - 0.055 <0050 <020 3820~ 5350 380~ 590

16 2 168 ~ 235 0,056 ~ 0.062 <0050 <020 3340 ~ 4680 370 ~ 580

8 2 168 ~ 235 0,063 ~ 0.069 <0050 <020 2970 ~ 4160 370~ 570

20 2 168 ~ 235 0,069 ~ 0076 <0050 <020 2670 ~ 3740 370~ 570

22 2 168 ~ 235 0075~0.083 <0050 <020 2430 ~ 3400 360 ~ 560

25 2 168 ~ 235 0084 ~ 0093 <0050 <020 2140 ~ 2990 360 ~ 560
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Cutting Parameter - Hard Endmill
Extra long

47 SLOTTING 4 FLUTES ENDMILL
MATERIAL  MATERIALGROUPS D1 (MM) VC(M/MIN)  FZ (MM) AP (MM)  AE(MM)  N(MIN-)  VF(MM/MIN)
1 4 35~ 45 0004 - 0,006 <01 100 | M40-14320 180~ 340
15 4 35~ 45 0006 ~ 0,008 <01 100 7430 - 9550 180~ 310
2 4 35+ 45 0.008 - 0011 <020 100 5570 - 7160 180320
25 4 35~ 45 0011~ 0013 <020 100 | 4460-5730 200~ 300
3 4 35~ 45 0013 - 0016 <020 100 3710~ 4770 190~ 310
4 4 35~ 45 00180021 <020 100 2790 - 3580 200 - 300
5 4 35~ 45 0023 - 0025 <020 100 2230 - 2860 210290
STEEL AND 6 4 3%5-45 | 0028-0030 <020 00 | 1860-2390 |  210-290
CAST STEEL
G- M22 M31 8 4 35+ 45 0034 - 0038 <020 100 1390 - 1790 180 - 250
L5HRC) 10 4 35~ 45 0041~ 0045 <020 100 M0 ~1430 180 - 250
12 4 35 - 45 0048 - 0053 <020 100 930 - 190 180 240
1 4 35~ 45 0055 - 0,060 <020 100 800 - 1020 170~ 240
1 4 35+ 45 0062 - 0068 <020 100 700 - 900 170~ 240
18 4 35~ 45 0068~ 0075 <020 100 620~ 800 170~ 240
20 4 35~ 45 0075~ 0083 <020 100 560720 170~ 240
2 4 35~ 45 0082~ 0090 <020 100 510~ 650 170-230
25 4 35 - 45 0092 - 0101 <020 100 450~ 570 170-230
47 SLOTTING 4 FLUTES ENDMILL
MATERIAL  MATERIAL GROUPS D1 (MM) FZ (MM) AP(MM)  AE(MM) N(MIN-T)  VF (MM/MIN)
1 4 25-35 0,002 - 0,005 <010 100 | 790~ M40 60~ 220
15 4 25-35 0004 - 0007 <01 100 5310 - 7430 80~ 210
2 4 2535 0006 - 0009 <020 100 | 3980-5570 100~ 200
25 4 2535 0,008 - 001 <020 100 3180 ~ 4460 100~ 200
3 4 25-35 0010 - 0013 <020 100 | 2650-3710 10-190
‘;EEI 4 4 25-35 0014 - 0016 <020 100 1990 ~ 2790 110~180
T00L STEEL 5 4 25-35 0018~ 0020 <020 100 1590 - 2230 110-180
PRE-HARDENED 6 4 25-35 0022~ 0024 <020 100 1330 - 1860 120180
STEEL M20 M21 M24 8 4 25-35 0027 - 0030 <020 100 990 - 1390 n0-170
(30-45 10 4 25-35 0032~ 0035 <020 100 800~ 1110 100~ 160
HRO) 12 4 25-35 0,038 - 0.041 <020 100 660 - 930 100 - 150
Almw 1 4 25~35 0043 -~ 0,047 <020 100 570~ 800 100150
) 4 2535 0048 ~ 0053 <020 100 500 - 700 100150
18 4 25-35 0053 - 0059 <020 100 440 - 620 190 - 150
20 4 25-35 0059 - 0.065 <020 100 400~ 560 90~ 150
2 4 25~35 0064 ~0070 <020 100 360~ 510 90~ 140
25 4 25-35 0072~ 0079 <020 100 320 - 450 90~ 140
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Innovative Solutions
Indian Values

Cutting Parameter - Square Endmill
Standard

47 SLOTTING 4 FLUTES ENDMILL
MATERIAL ~ MATERIALGROUPS DI(MM) Z  VC(M/MIN)  FZ(MM) AP(MM)  AE(MM) N(MIN-)  VF(MM/MIN)
1 4 20-30 0.001- 0,001 <005D 100 | 6370~9550 30-50
15 4 20-30 0002 - 0,002 <0050 100 | 4240-6370 30-50
2 4 20-30 0,002 - 0.003 <010 100 | 31804770 3050
25 4 20-30 0,003 - 0.004 <010 100 | 2550-3820 30-50
3 4 20-30 0,004 - 0005 <01 00 | 2120-3180 30~ 50
4 4 20-30 0,005 - 0,006 <01 00 | 15902390 30~ 50
5 4 20-30 0,007 - 0.008 <0 00 | 1270-1910 30~ 50
HARDENED 6 4 20-30 0,009 - 0010 <01 100 | 1060-1590 30~ 50
STEEL M26 M32 8 4 20-30 0011~ 0012 <010 100 800 - 1190 30-50
(45 - 50 HRC) ] 4 20-30 0013 - 004 <01 100 640 ~ 950 30~ 50
12 4 20-30 0015 - 0017 <01 100 530 - 800 30-50
1 4 20-30 0017 - 0019 <01 100 450 ~ 680 30~ 50
% 4 20-30 0019 - 0021 <010 100 400 - 600 3050
18 4 20-30 0021- 002 <010 100 350 - 530 30~ 50
2 4 20-30 0023~ 0026 <010 100 320 - 480 30-50
n 4 20-30 0026 - 0028 <01 100 290 - 430 3050
2% 4 20-30 0029 - 0032 <01 100 250 - 380 30-50
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DM SERIES
4 Flute Standard Endmill

L2

L1

ITEM CODE D1(DIA) D2 (SHANK) L2 (WL) L1(0AL) AVAILABLITY
EMINADLDM 1 b b 50 °
EM1.5NADADM 15 b [ 50 °
EM2N4DADM 2 4 b 50 °
EM2.5NADADM 24 [ 8 50 °
EM3N4DADM 3 b 8 50 °
EM3N4DM 3 3 8 50 °
EMANADM 4 4 10 50 °
EM5NADM 5 5 L&) 50 [
EM5NAD6OM 5 6 3 50 °
EM6NADM 8 6 15 50 °
EMBN4DM 6 8 20 60 °
EMION4DM 10 10 25 75 o
EM12NADM 12 12 30 75 o
EM16NADM 16 16 40 100 o
EM20N4DM 2 20 40 100 °
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Innovative Solutions
Indian Values

DM SERIES
4 Flute Long Endmill Series

D1

'y
v

L1
—
ITEM CODE DI(DIA) D2 (SHANK) L2 (WL) L1 (0AL) AVAILABLITY TiAIN
|
EM3L4DADM 3 4 15 75 °
=
MG
EMALADM 4 A 15 75 °
EMS5L4D6DM 5 6 20 75 ° ( 08 )
jim
EM6L4DM 6 6 % 75 ° N’
.
EM8LADM 8 8 25 75 ° IIEII'}P
L]
EMAXLADM 4 A 1 100 °
EM6LRADM 6 6 % 100 °
EMSLR4DM 8 8 32 100 °
EMI0LADM 10 10 40 100 °
EMT2L4DM 12 12 48 100 °
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DM SERIES
2 Flute Standard Ballnose Line

s
ITEM CODE DI(DIA) D2 (SHANK) L2 WL) AVAILABLITY TiAIN
| E—
BNIN2D4DM 1 4 3 50 o
P
BNT5N2D40M 15 4 4 50 o M
—
BN2N2D4DM 2 4 4 50 o —_—
0.8
i
BN25N2D40M 25 4 6 50 o )
BN3N2D4DM 3 4 6 50 o to
107
BN4NZDM 4 4 8 50 o
BNGN2DM 6 6 n 50 ° HRE
+A0
BNBN2DM 8 8 n 0 o
P
BNTONZOM 10 0 % 75 o N2
Iute
BNTZNZOM i " 2 75 o
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Innovative Solutions
Indian Values

DM SERIES
2 Flute Long Ballnose Series

2
D
L1
F e Y
ITEM CODE DI(DIA) D2 (SHANK) L2 (WL) L1 (0AL) AVAILABLITY TIAIN
| R
BN3L2D4DM 3 4 8 75 °
—
ME
BNAL2OM 4 4 10 75 °
BN6L2DM 6 6 15 75 i 0.8
i
BN8L20M 8 6 10 75 ° D
BN3XL2D4DM 3 8 8 100 ° 1[:11,
"
BNGXL2DM 4 4 10 100 °
HRE
BNALR2DM 6 6 15 100 ° »10
BNSLR2DM 8 8 20 100 ° —
BNIOLR2DM 0 0 2 100 o ©y
BNT2LR2DM 12 12 30 100 °
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DM SERIES
4 Flute Ballnose Line

D2
L1
—
ITEM CODE DI(DIA) D2 (SHANK) L2 (WL) L1 (0AL) AVAILABLITY TiAIN
| R
BNINGDADEXT 1 4 2 50 °
P \
BN1.5NADADEXT 15 4 3 50 ° ME
S
BN2NGDADEXT 2 4 4 50 ° —
T
BN2 SNDLDEXT 25 4 5 50 ° Ll
=
BNSNGDLDEXT 3 4 6 50 o Co
10%
BN3NADEXT 3 3 6 50 ° S
BNGNADEXT 4 4 8 50 °
BNSNADEXT 5 5 0 50 °
BNGNADEXT 6 6 2 50 o
BN8NADEXT 8 8 n 60 °
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Indian Values

DM SERIES
4 Flute Corner Radius Endmill

D1 D2

L2
L1
>
ITEM CODE DI(DIA) D2 (SHANK) L2 (WL) L1(0AL) AVAILABLITY TiRIN
~—
EM3NAD4CRO50M 3R05 4 6 50 °
P \
MG
EM3NADACRIOM 3R 4 6 50 °
EMANACRO.5DM LROS 4 8 50 ° (08 )
{im
EMANACRIOM 4RI 4 8 50 ° ~—
——
EMNACRO.5DM 6R05 6 7 50 ° i[EIDP
L]
EMNACRTOM &R 6 n 50 °
EMNACRO.50M 8R0S 8 % 60 °
EMNACRIDM 8R1 8 % 60 °
EMIONACRO.5DM 10R05 10 2 75 °
EMIONACRIDM 10R1 10 20 75 °
EMI2NACRO.50M 12R05 2 2% 75 °
EMI2NACRIDM 12R1 12 2% 75 °
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Cutting Parameter - Square
Endmill Standard

SIDE MILLING SQUARE ENDMILL

MATERIAL MATERIAL GROUPS D1 (MM) VC (M/MIN FZ (MM) AP (MM) AE(MM)  N(MIN-T)  VF (MM/MIN)

1 4 12 0,005 - 0007 <150 <05D 40000 800 - 1120

15 4 130-170 | 0008-0010 <150 <050 | 27590-36080 | 880~ 1440

2 4 130~ 170 0011~ 0014 <150 <050 | 20690-27060 |  910-1520

25 4 130170 0014 - 0017 <150 <050 | 16550-21650 |  930-1470

3 4 130170 | 0017-0020 <150 <050 | 13790-18040 |  940-1440

CARBON STEEL 4 4 130~ 170 0023~ 0026 <150 <050 | 1035013530 |  950~1410

(30 HRC) 5 4 10-170 | 0029-0032 <150 <050 | 8280-10820 | 960-1380

AISI 1049, MI0,1112,13,14 6 4 130-10 | 0035-0038 <150 <050 | 6900-9020 | 970-1370

SCM CAST, 8 4 130~ 170 0042 ~ 0046 <150 <050 5170 - 6760 870 - 1240

IRON FC250 0 4 | mo-m | 00w9-005 <150 <050 | 4U0-540 |  810-T70

12 4 130-170 | 0057-0062 <150 <050 | 3450-4510 790 - 1120

1 4 130-170 | 0064~0070 <150 <050 | 290-3870 | 760~1080

1 4 130~ 170 0071-0078 <150 <050 | 2590-3380 | 740-1050

18 4 130-170 | 00780086 <150 <050 | 2300-3010 | 720-1040

20 4 130-T70 | 0086~ 009% <150 <050 | 20702710 710~ 1020

SIDE MILLING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS D1 (MM) VC(MMIN  FZ(MM) AP (MM)  AE (MM) VF (MM/MIN)
1 4 10-126 | 0005-0007 <150 <050 | 3820040000 |  760-T120
15 4 10-140 | 0008-0010 <150 <050 | 25460-29710 |  810-TI90
2 4 120-140 | 007-00% <150 <050 | 1910022280 |  840-1250
25 4 0-1%40 | 0014-0017 <150 <050 | 15280-17830 | 8601210
3 4 70-140 | 0017-0020 <150 <050 | 12730-14850 | 8707190
CARBON STEEL 4 4 70-140 | 0023-002% <150 <050 | 9550-TM40 |  880~140
(30 HRE) s 5 4 70-140 | 0029-0032 <150 <050 | 7640-8910 |  890-TI40
AISI1049, . 6 4 170-140 | 0035-0038 <150 <050 | 6370-7430 |  890-Ti30
SCM CAST, 8 4 120 - 140 0042 - 0046 <150 <050 | 4770-5570 800 - 1020
IRON FC250 10 L | m0-u0 | 0049-005 <150 <050 | 3820-4460 |  750-960
" 4 170-140 | 00570062 <150 <050 | 31803710 730-920
N 4 70-140 | 00640070 <150 <050 | 2730-3180 |  700-890
% 4 20-1%40 | 0071-0078 <150 <050 | 2390-2790 |  680-870
18 4 20-140 | 0078-0086 <150 <050 | 2120-2480 |  660-850
2 4 170-140 | 0086-009% <150 <050 | 110-2230 | 660840
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Innovative Solutions
Indian Values

Cutting Parameter - Square
Endmill Standard

SLOTTING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS D1 (MM) VC(MMN  FZ(MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
1 4 60-80 | 0003-0006 <150 <050 | 19100-2540 | 230610
15 4 60-80 | 0006-0008 <150 <050 | 12130-16980 | 310540
2 4 60-80 0008 - 00T <150 <050 | 9550-12730 |  310-560
25 4 60-80 0071 - 0074 <150 <050 | 7640-10190 | 340-570
3 4 60-80 | 001-00%6 <150 <050 | 6370-8490 |  360-540
ALLOY STEEL 4 4 60-80 0019 - 0022 <150 <050 | 4T70-6370 |  360-560
TO0L STEEL 5 4 60-80 0024 - 0027 <150 <050 | 3820-509 |  370-550
PRE-HARDENED
STEEL (3045 M15,18,19, 23,25 6 4 60-80 | 0029-0032 <150 <050 | 3180-4240 |  370-540
RO 8 4 60-80 | 0036-0040 <150 <050 | 2390-3180 |  340-510
AISI H13 NAK 10 4 60-80 | 0043-0048 <150 <050 | 1910-2550 | 330-490
" 4 60-80 0051~ 0056 <150 <050 | 1590-2120 |  320-470
N 4 60-80 | 0058-0064 <150 <050 | 130-1820 | 320-470
% 4 60-80 | 0065-007 <150 <050 | TI90~1590 310 - 450
" 4 60-80 | 0072-0079 <150 <050 | 1060-1410 310 - 450
2 4 60-80 | 0079-0087 <150 <050 | 950-1270 300 - 440

SIDE MILLING SQUARE ENDMILL

MATERIAL MATERIAL GROUPS D1 (MM) VCMMN  FZ(MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)

1 4 60-80 | 0004-0006 <150 <050 | 19100-25660 |  310-610

15 4 60-80 | 0008-0010 <150 <050 | 12130-16980 | 410~ 680

2 4 60-80 0071~ 00T4 <150 <050 | 9550-12730 |  420-TI0

25 4 60-80 0014 ~ 0017 <150 <050 | 76L0-10190 |  430-690

3 4 60-80 | 00180021 <150 <050 | 6370-8490 |  460-TI0

4 4 60-80 | 0025-0028 <150 <050 | 4770-6370 |  480~TIO

TITANIUM 5 4 60-80 | 0032-003 <150 <050 | 3820-509 | 490-730

HAQLDLEUDLSED MT7 6 4 60-80 | 0039-0043 <150 <050 | 3180-4240 |  500-730

P T0 35 HRC 8 4 60-80 | 0048-0053 <150 <050 | 2390-3180 |  460-670

10 4 60-80 | 0058-0064 <150 <050 | 1910-2550 |  440-650

" 4 60-80 | 0068-007 <150 <050 | 1590-2120 | 430630

% 4 60-80 | 0077-0085 <150 <050 | 1360-1820 | 420620

% 4 60-80 0087 - 0095 <150 <050 | TI90~1590 410~ 600

8 4 60-80 0,096 - 0106 <150 <050 | 1060~1410 410~ 600

2 4 60-80 0106~ 0116 <150 <050 | 950-1270 400590
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Cutting Parameter - Square Endmill
Standard

SIDE MILLING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS DI (MM) VC (M/MIN FZ (MM) AP (MM) AE(MM)  N(MIN-)  VF (MM/MIN)
1 4 60-80 0,003 - 0.006 <150 <050 | 19100~25460 | 230610
15 4 60-80 0006~ 0,009 <150 <050 | 1273016980 |  310~610
2 4 60-80 0008 - 0012 <150 <050 | 9550-12730 310- 610
25 4 60-80 0011~ 0014 <150 <050 | 7640-10190 |  340-570
3 4 60-80 0014 - 0017 <150 <050 | 6370~8490 360~ 580
4 4 60-80 0019~ 002 <150 <050 | 4770-6370 360~ 560
NICKEL BASED 5 4 6080 0024 0027 <150 <050 | 3820-5090 370~ 550
ALLOYS HARDENED M19,23 6 4 60~ 80 0029~ 0032 <150 <050 | 31804240 370 - 540
UPTO 35 HRC 8 4 6080 0036 ~ 0,040 <150 <050 | 2390-3180 340~ 510
10 4 60-80 0043 -~ 0,048 <150 <050 | 1910~ 2550 330~ 490
12 4 60-80 0051~ 0,056 <150 <050 | 1590-2120 320~ 470
1 4 60-80 0058 - 0064 <150 <050 | 1360-1820 320~ 470
1 4 60-80 0,065 - 0071 <150 <05D 1190 - 1590 310 - 450
18 4 60-80 0072 - 0079 <150 <050 | 10601410 310 - 450
20 4 60-80 0079 - 0087 <150 <05D 9501270 300 - 440

SLOTTING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS D1 (MM) FZ (MM) AP(MM)  AE (MM) VF (MM/MIN)
1 4 1% 0,004 - 0,006 <150 <050 40000 640 - 960
15 4 180-770 | 0006-0008 <150 <050 | 27590-36080 |  660-TI50
2 4 180-70 | 0009-00M <150 <050 | 2069027060 |  740-TI90
25 4 180-170 | 007-001 <150 <050 | 16550-21650 |  730-T30
3 4 B0-10 | 00%-00% <150 <050 | 13790-18040 |  770-T150
4 4 180-70 | 0018~0021 <150 <050 | 10350-13530 | 7501140
CARBON STEEL 5 4 180-170 | 0023-002 <150 <050 | 828010820 |  760-T130
(30 HRC) AIS MIO T,
s 5o - 6 4 180-70 | 0028-0031 <150 <050 | 6900-9020 | 770720
CASTIRON FC250 8 4 180-170 | 0034-0037 <150 <050 | 570-67%0 |  700-1000
0 4 180-770 | 0040004k <150 <050 | AL40-5410 | 660950
n 4 180-170 | 0045-0050 <150 <050 | 3450-4510 |  620-900
% 4 180-70 | 0051-0056 <150 <050 | 29%0-3870 | 600870
n 4 180-T70 | 0057-0063 <150 <050 | 2590-3380 |  590-850
18 4 1801770 | 00630069 <150 <050 | 2300-300 |  580-830
2 4 180-170 | 0068-0075 <150 <050 | 2070-270 | 560810
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Cutting Parameter - Square
Endmill Standard

SLOTTING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS D1 (MM) VCMMN  FZ(MM) AP(MM)  AE(MM)  N(MIN-)  VF (MM/MIN)
1 4 170-126 | 0004-0006 <100 100 | 38200-40000 |  610-9%0
15 4 170-126 | 0006-0008 <100 100 | 2560-29710 |  610-950
2 4 10-1%6 | 0009-00M <100 100 | 19100-22280 |  690-980
25 4 20-126 | 0on-008 <100 100 | 15280-17830 |  670-930
3 4 70-126 | 001-00% <100 100 | 12730-14850 |  7I0-950
ALLOY STEEL 4 4 70-126 | 0018-0021 <100 100 | 9550-TM0 | 690940
T00L STEEL 5 4 10-126 | 0023-002% <100 00 | 7640-8910 700 - 930
PRE-HARDENED M15,1819, 23,25
STEEL (1045 6 4 120-1%6 | 0028-0031 <100 00 | 6370-7430 | TI0-920
R 8 4 20-16 | 0034-0037 <100 00 | 4770-5570 |  650-820
AISIHI3 NAK 10 4 70-126 | 0040-004 <100 100 | 3820-4460 | 610780
" 4 120-126 | 0045-0050 <100 100 3180-370 |  570-740
% 4 120126 | 0051-0056 <100 00 | 2730-3180 |  560-TI0
% 4 10-1%6 | 0057-0063 <100 00 | 2390-279 |  540-700
8 4 70-126 | 0063-0069 <100 00 | 2120-2480 |  530-680
20 4 70-126 | 0068-0075 <100 100 W0-2230 | 520-670

SLOTTING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS D1 (MM) VC (M/MIN FZ (MM) AP (MM) AE (MM) N (MIN-1) VF (MM/MIN)

1 4 60-~80 0.003 ~0.005 <150 <050 19100 ~ 25460 230~510

%5 4 60~80 0005 ~ 0.007 <150 <050 12730 ~ 16980 250 ~ 480

2 4 60-~80 0007~ 0.009 <150 <050 9550 ~ 12730 270 ~ 460

25 b 60-~80 0009~00M <150 <050 7640 ~10190 280 ~ 450

3 4 60-~80 001~ 0013 <150 <050 6370 ~ 8490 280 ~ 440

4 4 60-~80 0015 ~0017 <150 <050 4770 ~ 6370 290 ~ 430

5 4 60-~80 0019 ~0021 <150 <050 3820 ~ 5090 290~ 430

STAINLESS STEEL

UPT0 35 HRO) M16 6 4 60~80 0023 ~0.026 <150 <05D 3180 - 4240 290 ~ 440
8 4 60-~80 0029 ~0032 <150 <050 2390~ 3180 280~ 410

10 4 60-~80 0035~ 0038 <150 <050 1910 ~ 2550 270 ~ 390

12 4 60-~80 0.041~0045 <150 <050 1590 ~ 2120 260 ~ 380

14 4 60~80 0,046 ~0.051 <150 <05D 1360 ~ 1820 250~ 370

16 b 60~80 0052~ 0.057 <150 <050 1190 ~ 1590 250~ 360

18 b 60-~80 0058 ~ 0.063 <150 <050 1060 ~ 1410 250~ 360

20 4 60-~80 0,063 ~ 0070 <150 <050 950~1270 240~ 360
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Cutting Parameter - Square
Endmill Standard

SLOTTING SQUARE ENDMILL
MATERIAL MATERIAL GROUPS D1 (MM) VCMMIN  FZ (MM) AP(MM)  AE(MM)  N(MIN-D  VF (MM/MIN)
1 4 60-80 <100 100 <050 | 19100-25660 |  230-50
15 4 60-80 <100 100 <050 | 12730-16980 |  310-540
2 4 60-80 <100 100 <050 | 9550-12730 |  340-560
25 4 60-80 <100 100 <050 | 7640-10090 |  370~570
3 4 60-80 <100 100 <050 | 6370-8490 |  360-580
4 4 60-80 <100 100 <050 | 4770-6370 |  380-590
TITANIM 5 4 60-80 <100 100 <050 | 3620-509 | 400570
ALLOTS i 6 4 60-80 <100 100 <050 | 3180-4240 |  390-580
HARDEDNED
P T0 35 HRC 8 4 60-80 <100 100 <050 | 2390-3180 | 370550
1 4 60-80 <100 100 <050 | 110-2550 | 350520
" 4 60-80 <100 100 <050 | 1590-2120 | 340500
N 4 60-80 <100 100 <050 | 1360-1820 | 340-500
" 4 60-80 <100 100 <050 | T90-1590 |  330-480
8 4 60-80 <100 100 <050 | 1060-1400 | 330-480
20 4 60-80 <100 100 <050 | 950-1270 | 320-470
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