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Burrless series Better to have no burrs from the beginning. [Expected to be released on December 21, 2023]
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Burrless series

M Analyse the burr generation mechanism to minimize the burr
M Fusing the Aqua REVO and SG technology consiste burr-free, high efficient and long tool life
M Lineup the drills, taps, and end mills to reduce the whole deburring process at once

Burless series restrain and minimize the burr. Please adopt the tool after evaluation of performance.
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AquaREVO Dirills Burrless Reducing the burr at the exit of holes, and conical chips

NULZR

Minimal burrs

SGRAIUSILIvTIPLR

HRUARERONUAEDO

SG Spiral Taps Burrless  Zero burrs at the internal diameter of internal thread

NULZR

Minimal burrs

— P
PIPREVO=ILINJ LR
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AquaREVO Mills Burrless Suppresing the burrs at the upper side surface of side machining

NULZR

Minimal burrs
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Wasting time and cost on deburring and inspection process

NUBW DRZIADE# UL . T DD

Not easy deburring process, when shape of work piece complicated

FEZEICEIBINVRURED/NSDE

Unstable quality when manual deburring

NUDZRAVYU—X(C KB NTEH

Processing examples of Burrless Series

SLEERUIL PIPREVOFYNLIYLR Fi&:010
Multipurpose Dirill AquaREVO Drills Burrless O

#El#:S50C
Work Material

BIEIERE :87.5m/min
Cutting Speed
XWEE1110mm/min
Feed Speed

BIHIHRA : KE

Cutting Fluid: Water-soluble
OSERFNDIRIFATY

The photo shows
the exit of the hole

ATy SGRIYSLIWTIYLR ~F5E:M12x1.75
Multipurpose Tap SG Spiral Taps Burrless Size
. #Hl#4:S50C
Work Material
EIEERE : 30m/min
Cutting Speed
TRRUILEZE:910.2
Diameter of prepared hole
BIHIHRA : KE
Cutting Fluid: Water-soluble

ai
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Hlif

MAIVRIIL PIPREVOSLIWYLR %1010

Multipurpose End Mill AquaREVO Mills Burrless Size

#HEI#:SUS304

Work Material

BIHERE :80m/min

Cutting Speed

IXWEE : 250mm/min

Feed Speed

§hA%E:ap20mm ae0.05mm
SIVAvk

Depth of Cut, Down cut

SIRIHA : KE

Cutting Fluid: Water-soluble
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Minimizing the burr, no JINGASA left
AquaREVO Drills Burrless
Realized burrless hole by Combination of Burrless R-edge and C-point

ARV PI7REVOEYILIKE mﬂ —FREVY—TIvIDHEEDE

ipurpose Drill AquaREVO Dirills Burrless Radius Edge that combines radius shape and sharp edge
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Center Point design with sharp tip, increases concentricity

ARV 7I7REVOFYILIYLR
Multipurpose Drill AquaREVO Drills Burrless

Y7 AT Y Radius Edge

B J—FRMRIFIBD RS AMARDHZEHL . SO ZRZZHE]
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M Reduced thrust force at exit of hole reducing the structure deformation
M Sharp edge cuts without leaving burr

FEARUIL PIPREVOEYILIKYLR

tipurpose Dirill AquaREVO Drills Burrless
AR SIHIERZ R - PABEN 2|\
Radius shape reduces depth BB DA E) 72 il )
of cut and CUtting forces Depth of,cutigradually becomes smaller;
3 3 and'suppressing plastic flow
SBYETE) B i When exiting the;hole
AL LIS,

(###4:550C)

Plastic Flow
- - (Work Material:S50C)

N2

Radius shape

I4 1

HEEHERL Yr—TITyIh

/\“Uh‘\%gi }E(?ﬁ@l\“')’&tﬂl&ﬁ 151 I\j&m ol g e%gﬂgratmg Wh\le%)gﬂe?ratmg
Burrs occur Sharp edge cuts hretioad ég V‘M% N
with structure deformation burr of exiting E ™

HOIE$R] Cutting time NNTESRS cutting time

FERUIL PIPREVOFYILIYLR
Multlpurpose Drill AquaREVO Drills Burrless

9 HRA /b Center Point

B RULDOIRNEY ZMFEIL. Y —I Y DBNICL BNV ZEINZ S

M Reducing the hole expansion and uncutten burr from run out of the drills

BftE

Contact

FERUIL PIPREVOFYILIYLR
Multipurpose Drill AquaREVO Drills Burrless

B B

Hole exit ° °

> >

RUJLIRNE S > @ | = ;‘& -
b Run out force in drilling B e B ©

R BETRANEE FENBELOTREBULEEN R R

RNTNZBULIFTNUNRET S =NUBFRELZL
Runout of drill is affecting until the Reduced run-out do not enlarge =) =)
drill exits the hole. The runout the hole and do not develop burr X573 (N) X load X9 (N) X load

enlarges the hole and develop burr
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Burrless Performance

B FTEOKIFNVIFEEZA NURWHHEULWIORNRNTHIRED/N\UL R MEE
W EHEEUE0T. TRINIVRA =R

M Excellent burrless performance on not only for flat surface burr, but also on the cross hole which is difficult to deburring
M No need of next deburring process with no JINGASA left

/\“U%ES (IE?%QDZ/"Q) Burr height (Same diameter cross hole) FEEAE 5% ) JINGASA left
AEARYIL PIPREVOFUILIILR MNEARUIL PIPREVOFYILIYLR
Multipurpose Drill AquaREVO Drrills Burrless Multipurpose Drill AquaREVO Drills Burrless
=
[ | U
—
~___—
MIAE NUFE0.50mmBl E NUEZE0.01~0.03mm fEEsE5%") :50~75% FEE5%r) :0%
Cutting direction Burr height is more than 0.5mm Burr height is 0.01~0.03mm JINGASA left:50~75% JINGASA left:0%
BER:¢6 YIHIRE :87.5m/min MRS 12mm(B5&) BR:¢6 YIHIRE:87.5m/min MRS 1 3mm(EiE)
Diameter Cutting Speed Depth of Hole Diameter Cutting Speed Depth of Hole
#HI#4:S50C XEWE:0.24mm/rev EIBIHA KB #HIA:S50C XUE:0.24mm/rev EIBIHA KB
Work Material Feed Rate Cutting Fluid: Water-soluble Work Material Feed Rate Cutting Fluid: Water-soluble

MNARYILERIFD RS

Almost same tool life as multi-purpose Dirill
B tIHIRNHUOTEHNUZL>HUNH

B NULVRATENARVILEREDREGRZRIR

W Reducing the burr even near of the end of tool life
M Realizes almost same tool life as multi-purpose drill even burrless

tﬂ‘ﬁUEt/ \“U%_ZS Cutting length and Burr height t)J‘ﬁUE'] 20m71|]I?§®IE@ﬁ Tool wear after 120m cutting length
=@~ 7 7REVORUJL/NULZ AquaREVO Drills Burrless JLARRYUIL PIPREVOFYLIKYLR
0.40 =@— NFARYUJL Multipurpose Drill Multipurpose Dirill AquaREVO Dirills Burrless
E £ 030
£ 0.219
= 0.205 0.205
B2 owgm P e op e
0.10
0.040
0 24 48 72 96 120 144
BIEIR (M) Cutting length(m)
B%:¢6 #HIA:S50C YK :87.5m/min 3XWE:0.24mm/rev MRS : 24mm (B58) BRI : KA fEFABEH : STAZV/ C (BT40)
Diameter Work Material Cutting Speed Feed Rate Depth of Hole Cutting Fluid: Water-soluble Machine: Vertical M/C
R EIA Y R Applicable Work Materials
—f% s i I=F ] 1 25 - —- Tig® FIVEZOL ~
R Carbon steel B|EE | FU-kvg oW ATUVAR pge. BB PN e
Structural - — Alloy Steel Mold Steel Hardened Stainless Titanium Alloy Cast Iron Aluminum Copper
Steel 1R BER EEs il Heat Pre-Hardened Steel Steel Heat Alloy Alloy
Low-carbon High-carbon Treated Steel Resistant Alloy
Steel Steel Steel
S45C SCM 30~40 40~65 SUS304 Ti-6Al-4V FC AC
55400 s10¢ $50C scr HRC HRC SUS420 A3l FCD ADC cu
AQRVDBL4D © @) O O O - - - O - -

O: &=l Excellent O A Good —: #FEUFE A Not recommended
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Zero burr with cutting the internal diameter area on internal thread

SG Spiral Taps Burrless

Zero burr leads completly smooth Go-plug gage check. And also internal diameter reach perfectly on required thread standard area

I

YT—EVJ Iy Shaving Edge

B FTREIYyTBEDBFEZEL. N EDZER!

H No gap between thread root area of tap and pre-hole design acheves Zero burr!

NEATYF

Multipurpose Tap

tIEITS

Cutting area

EIHILIRLY
Non cutting area

MNIRI—7
Tapped thread image

TR
Diameter of
prepared hole

SGAIAIINIFVITIY LR
SG Spiral Taps Burrless

NUDH SRR L
No gap for
the burr forming

L8

2EYHEITS

All area cutting

MI%O—27
Tapped thread image

AN
Diameter of
prepared hole

METEY s0En A=< HRCHREERCHE

Shaving Edge with large minor diameter
|

&-chamre
b S

A ETTEEY =2 6ULE0ERY TIRII

Guide Chamfer with chamfered full thread part

HA RF > T 7 Guide Chamfer

B T2 RULLEDIRIF ZNH L
RENMITZRIR

B Chamfered rake face reduce the chipping of cutting edge by chip biting

AHARF I T7
Guide Chamfer

| o

SEERULLIBRDHIFEERZEERY L. HR (T Z 4]

Chamfering the acute angles on the thread edge to prevent chipping

Eiﬂﬂﬂl&@?ﬁ{%ﬂﬁ% Chipping after constant cutting

HARF v IT7IEL SGASILIIIYLR
Non Chamfering SG Spiral Taps Burrless

ARITFE BIBBL
Chipping Non
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Burrless Performance

B HRUARONUEOZEIR
M Realized Burr zero on internal diameter of internal thread
SGAIUSILITIYLR

SG Spiral Taps Burrless
—————

# - -

NEIYS

Multipurpose Tap

SHRUHNER

Appearance
of thread

TiEMEX1

Size

#HlI#4:S50C

Work Material
EHIERE :30m/min

Cutting Speed
TIRRUILER:¢5.0
Diameter of prepared hole

QUAEME: 2D

AUI=Ta

Burr height NULO

Effective thread length g)*&blﬂl? 0.03~0.1 Orpm Burr zero
YIIBER: ATBIE ofehreng " ’ﬂ%& Ry

Cutting Fluid: Water-soluble

fEF#E : STAZM/C (BT30)
Machine: Vertical M/C

NAY YT EAFEDRE

Long tool life as same as multipurpose Taps

B RELHRUAREE CIESGETNUED
B IRGFZHUGARY Y TEFL EDFih =R

M Stable internal diameter accuracy lead Burr zero performance, even near to the end of tool life
M Reduces chipping and achieves same tool life equivalent to multipurpose taps

iﬂﬁﬁg\yj" SGZI\'—EIL?'D'I\'IJIIX BDIT\%&&@DUW& No. of cutting holes and internal thread inner dia
Multipurpose Tap SG Spiral Taps Burrless
=@~ SGR/INAS)LIwFINULR SG Spiral Taps Burrless
HRUHRR e A9 YT Multipurpose Tap -
Internal threazc-!r{;er dia. >13 INARIT 180075 8m
Small chipping is happened
5.10 after 1800 hole tapping
I
o o =35
Nu€d €5 505 HRC6H
Burr zero g £ e ® g ® g ' BisEE
M2 o0 NUKIELBHDRUARINFEENNTE Passing
HHRGHE sHaLl E: £ 7 Out of internal diameter tolerance i Z_?ge of
[ e oy Ca= e g g g 495 by large bur-r.iajg.)pened on minor diamter area on internal thread
NUICED AUROT g |
. Ve e =P
HRCKERZEL HRURERZLRL 4.90 e S
Internal diameter of internal | Internal diameter of internal thread after 1500 hole tapping
thread is changed by burr is not changed without burr 4.85
WEMeX1  IHBREE:30m/min  TURRUILEE ¢5.0 4.80
Size Cutting Speed Diameter of prepared hole 0 500 1000 1500 2000
#HIF:S50C  RUHEME:2D SIHIHE : KBS )
Work Material ~ Effective thread length Cuttwr:g Fluid: Water-soluble BITINER No. of cutting holes
HEIM IR Applicable Work Materials
—f s il = = ) FI9A) | PIVEZUA
B Carbon Steel f=F ] SEEHE  ZATVUAHE Tieg® ik [ as e
Structural — e R Alloy Steel Hardened Stainless Titanium Cast Iron Ductile Aluminum Copper
Steel L{o%ﬁfﬂn M:Eﬁi%g]on H@ﬁfﬂn / Steel Steel Alloy Cast Iron Alloy Aﬁopy
Steel Steel Steel
SCM 30~40 ) AC
SS400 S15C S40C S50C scr HRC SuUsS Ti-6Al-4V FC FCD ADC Cu
SGSPBL(LEW7A) O O @] O O - O - - O O O
SGSPBLL (&J7A) O O (@] O O - O - - O O O
@ TINTEIF 12R—I7ZTHERLEE L) Please see page is 12. O: &l Excellent  O: @A Good —: ##FRLZFE T A Not recommended
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Suppression of top-side burrs by overwhelmingly using side-surface machining!

AquaREVO Mills Burrless
Double helical design knock-out the burr on no choice of work material

; = WUz 4
MNEAIVREZIL
Multipurpose End Mill FE/TEO/NUENZ DDEINS R B

Double Helical shape reduces burrs on the top/bottom surface
and reduces incrining during cutting

GRiNI RNy
Right-hand helix cutting edge Left-hand helix cutting edge

S

W.nELicaL

PIPREVOSLIYLR
AquaREVO Mills Burrless

c-C'HIIMFER

F 1> 77 MRSl il

Connecting Chamfer reduces steps at the cross intersection of flutes

WAUAI

"2 JLAUAIL Double Helical JRIF 4T Fw>2T7 Connecting Chamfer

B ERQUNINT—J LENUEMZIAL B RUNFTELD
B Vv 7fISEVERUNFTIDIERICEY FRE \
MIEENGAAIYRSILEINEL M Reducing the steps el

at the cross intersection of flutes
H The left helical cutting edge reduce the burrs on the upper surface of the workpiece Cross

R . . intersection
M The incliness is lower than conventional product of flutes

MNAIVRIIL PIPREVOSLIGYLR MNAIVRZI PIPREVOSLIYLR
Multipurpose End Mill AquaREVO Mills Burrless Multipurpose End Mill AquaREVO Mills Burrless
20 20
NUFELE L1 L
Burr J?;" go R_LNA
= = cross
' é 10 g 10 intersection
Y e by of flutes
Iz NUZ% e e
B5EF5h0 MZIALH ~ ¥
h ) <)
Upward force Hold 5 B3 5 2
down force = =
= =
N N
0 D 0 D
0.04 0.02 0 -0.02 0.04 0.02 0 -0.02
N (mm) Tilted N (mm) Tilted
A P10 IR :80m/min R : SIEM/C
Diameter Cutting Speed Machine: Vertical M/C
#HI#:SUS304 JEDRE:350mm/min SIHIHH : KBS
Work Material Feed Speed Cutting Fluid: Water-soluble
B0HI75E  AE T A3+ & :ap20mm ae0.3mm
Cutting method: Side milling Depth of Cut




JXYL=R=Y-R

LEf

Top
surface

NUD R 48E

Burrless Performance

B AEINTTO—2 tEfID/NULRZRR
B ELVEM ISR U AT VD AMP P ILE 2O AGE TH/NUZHNE]

M Realizing the Burr less on top surface of workpiece at side milling
W Applicable to wide range work material, even it is stainless steel or aluminum materials

*ﬁﬁu*ﬁ'ﬁw\“u_{%—i Burr height by work material J:E/ \“U Burr height on top surface
Ml 777REVOSJL/NULR  AquaREVO Mills Burrless MBI VRIIL 7'97'REVDE]IJ\‘|}I'X
0.16 BECRATYES)V Multipurpose End Mill Multipurpose End Mill AquaREVO Mills Burrless
0.14 0.138 NUK NUEL
_ ' Burr i h Nothing
€+ 012 ——— : e e
E2 0.10 6E 0.101 6 0106 L& = i pee
i—‘ﬂE T : Top surface e - Top sutfate— =
=) @ 0.08 =
= 0.06
0.04
0.02 51010 EIEI7AE: BB T :ap20mm, ae0.05mm  EWIRE : 250mm/min
0 0.003 0.002 0.002 0.001 0.001 Diameter Cutting method: Side milling Feed Speed
$5400 S50C SCM440  SUS304  A5052 #WHEIF:SUS304  THIEE : 80m/min SDHEHE KB
WHEIME Work Material Work Material Cutting Speed Cutting Fluid: Water-soluble
HEHIA S1& (mm) EDHIEE (m/min) ZEHEE (mm/min) £0iAd+& (mm) BIEITTE SR
Work Material Diameter Cutting Speed Feed Speed Depth of Cut Cutting Method Cutting Fluid
55400
S50C 120 24 20(2.0DC) P KBS ERFEH
eI SOUHvh BN ERIES
SCM440 10 100 580 2€0.05(0.005DC) Sieto il Water-soluble
SUS304 80 250 Down cut
A5052 100 910

LEf

Top
surface

MNALIVRIIVERIFDRSF

Long tool life equivalent to general-purpose End Mills

W THIRAMBUTH. EERAIO/NUL R HEEEZ R
B ARIYVRIVEAFL EDREFRZRIR

W Keep burr zero performance on top surface after achieving long cutting length
Bl Long tool life equivalent to multipurpose End Mill

tHlRE FENVUES tIHIR100mII TR O TEEFR
Cutting length and burr height Tool wear after 100m cutting length
=@~ 7J7REVOZ)L/NULZR HRUNH (KHEH) ERUNH (LER)
AquaREVO Mills Burrless Right-hand helix cutting edge(bottom side) Left-hand helix cutting edge(upper side)
=@ NAIVRIIL — N
Multipurpose End Mill —3 Corner RS Middle _ 1557 Border
g 0.15 R
-
€3 0.121
£ s 0107 0.112 Y
i 0,098 (=R
it 5 0.10 Be
D= e
2 I ?‘gﬂ
=] .
He
“ 0.05
00003 0004 0.006 0.014 SE:910 EHEREE : 120m/min %48 :840mm/min SRR KB
@ O O=— —0 Diameter Cutting Speed Feed Rate Cutting Fluid: Water-soluble
0 25 50 75 100 #WEIF:S50C  YIAHE ap20mm ae0.05mm  EIEISE: AIES YAy {SE PR : STZMY/ C (HSK63)
IEIE (M) Cutting length(m) Work Material Depth of Cut Cutting method: Side milling, Down cut Machine: Vertical M/C

W AET EFINTIERTY BT RUILIITIF#EERUZEE A Specialized for side finish milling. Not recommended for grooving and drilling
R EIA Y R Applicable Work Materials

—f& o & e = == Tigg® FZILEZUL =P
R RERH = ] S A2 B 2TV TEae 2273 PN biiar
Structural | Carbon Steel | Alloy Steel Heat Hardened Stainless | Titanium Alloy | Cast Iron Aluminum Copper
Steel Treated Steel Steel Steel Heat Alloy Alloy
Mold Steel Resistant Alloy
55400 S45C SCM 30~40 40~55 55~60 60~66 SUS304 Ti-6Al-4V FC AC Cu
S50C SCr HRC HRC HRC HRC SUS316 A>3RI FCD ADC
RVMBL4G-2.5D (@) © © @) @ O - @} O O O O
@ NULR B RIBY BapdiEh' HUE T 15R—IYBETHRLIZE N O: i Excellent  O: A Good —: #FRLFE A Not recommended

There are conditions under which performance can be demonstrated. Please see page 15.
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AquaREVO Dirills Burrless 4D

S i

( ascs e o wn s ax e i

Stock

LIST 9896

Code
AQRVDBL4D0200
AQRVDBL4D0210
AQRVDBL4D0220
AQRVDBL4D0230
AQRVDBL4D0240
AQRVDBL4D0250
AQRVDBL4D0260
AQRVDBL4D0270
AQRVDBL4D0280
AQRVDBL4D0290
AQRVDBL4D0300
AQRVDBL4D0310
AQRVDBL4D0320
AQRVDBL4D0330
AQRVDBL4D0340
AQRVDBL4D0350
AQRVDBL4D0360
AQRVDBL4D0370
AQRVDBL4D0380
AQRVDBL4D0390
AQRVDBL4D0400
AQRVDBL4D0410
AQRVDBL4D0420
AQRVDBL4D0430
AQRVDBL4D0440
AQRVDBL4D0450
AQRVDBL4D0460
AQRVDBL4D0470
AQRVDBL4D0480
AQRVDBL4D0490
AQRVDBL4D0500
AQRVDBL4D0510
AQRVDBL4D0520
AQRVDBL4D0530
AQRVDBL4D0540
AQRVDBL4D0550
AQRVDBL4D0560
AQRVDBL4D0570
AQRVDBL4D0580
AQRVDBL4D0590
AQRVDBL4D0600
AQRVDBL4D0610
AQRVDBL4D0620
AQRVDBL4D0630
AQRVDBL4D0640
AQRVDBL4D0650
AQRVDBL4D0660
AQRVDBL4D0670
AQRVDBL4D0680
AQRVDBL4D0690
AQRVDBL4D0700
AQRVDBL4D0710
AQRVDBL4D0720
AQRVDBL4D0730
AQRVDBL4D0740

10

2.0
2.1
2.2
23
24
25
26
2.7
2.8
29
3.0
3.1
3.2
33
3.4
3.5
3.6
37
3.8
3.9
4.0
4.1
4.2
43
4.4
4.5
4.6
4.7
4.8
4.9
5.0
5.1
5.2
5.3
5.4
5.5
5.6
5.7
5.8
5.9
6.0
6.1
6.2
6.3
6.4
6.5
6.6
6.7
6.8
6.9
7.0
7.1
7.2
73
7.4

12.0
14.9
14.7
14.6
14.4
14.3
16.1
16.0
15.8
15.7
15.5
20.4
20.2
20.1
19.9
19.8
226
225
223
222
22.0
25.9
25.7
25.6
25.4
253
32.1
32.0
31.8
31.7
315
32.4
322
32.1
319
31.8
336
335
333
33.2
33.0
339
337
336
334
333
34.1
34.0
338
337
335
354
352
35.1
34.9

LCF
15
18
18
18
18
18
20
20
20
20
20
25
25
25
25
25
28
28
28
28
28
32
32
32
32
32
39
39
39
39
39
40
40
40
40
40
42
42
42
42
42
43
43
43
43
43
44
44
44
44
44
46
46
46
46

32.1

29.2
29.3
29.4
29.5
29.6
277
27.7
27.8
27.9
28.0
33.2
333
334
335
33.6
30.7
30.7
30.8
30.9
31.0
43.2
43.3
43.4
43.5
43.6
36.7
36.7
36.8
36.9
37.0
40.2
40.3
40.4
40.5
40.6
38.7
38.7
38.8
38.9
39.0
39.2
393
394
395
39.6
38.7
38.7
38.8
38.9
39.0
43.2
43.3
43.4
435

OAL
49
49
49
49
49
49
49
49
49
49
49
60
60
60
60
60
60
60
60
60
60
77
77
77
77
77
77
77
77
77
77
82
82
82
82
82
82
82
82
82
82
84
84
84
84
84
84
84
84
84
84
91
91
91
91

DCONMS

w

® 0 0 ® N NN N NN NN NNNooooojoovy0Orv 00 1|l DDDEAEDDDEDDEWWWWWWWWW W

PL
0.9
0.9
1.0
1.0
1.1
1.1
1.2
1.2
1.3
1.3
1.4
1.4
1.4
1.5
1.5
1.6
1.6
1.7
1.7
1.8
1.8
1.8
1.9
1.9
2.0
2.0
2.1
2.1
2.2
2.2
23
23
23
2.4
24
2.5
25
2.6
26
2.7
2.7
2.7
2.8
2.8
29
29
3.0
3.0
3.1
&1l
3.2
3.2
3.2
33
33

Price(¥)
8,100
8,100
8,100
8,100
8,100
8,100
8,100
8,100
8,100
8,100
8,100
8,710
8,710
8,710
8,710
8,710
9,160
9,160
9,160
9,160
9,160
9,850
9,850
9,850
9,850
9,850

10,500

10,500

10,500

10,500

10,500

11,100

11,100

11,100

11,100

11,100

11,700

11,700

11,700

11,700

11,700

11,700

11,700

11,700

11,700

11,700

12,300

12,300

12,300

12,300

12,300

13,200

13,200

13,200

13,200

IEM#

2L—F+BLi%

Code
AQRVDBL4D0750
AQRVDBL4D0760
AQRVDBL4D0770
AQRVDBL4D0780
AQRVDBL4D0790
AQRVDBL4D0800
AQRVDBL4D0810
AQRVDBL4D0820
AQRVDBL4D0830
AQRVDBL4D0840
AQRVDBL4D0850
AQRVDBL4D0860
AQRVDBL4D0870
AQRVDBL4D0880
AQRVDBL4D0890
AQRVDBL4D0900
AQRVDBL4D0910
AQRVDBL4D0920
AQRVDBL4D0930
AQRVDBL4D0940
AQRVDBL4D0950
AQRVDBL4D0960
AQRVDBL4D0970
AQRVDBL4D0980
AQRVDBL4D0990
AQRVDBL4D1000
AQRVDBL4D1010
AQRVDBL4D1020
AQRVDBL4D1030
AQRVDBL4D1040
AQRVDBL4D1050
AQRVDBL4D1060
AQRVDBL4D1070
AQRVDBL4D1080
AQRVDBL4D1090
AQRVDBL4D1100
AQRVDBL4D1110
AQRVDBL4D1120
AQRVDBL4D1130
AQRVDBL4D1140
AQRVDBL4D1150
AQRVDBL4D1160
AQRVDBL4D1170
AQRVDBL4D1180
AQRVDBL4D1190
AQRVDBL4D1200
AQRVDBL4D1210
AQRVDBL4D1220
AQRVDBL4D1230
AQRVDBL4D1240
AQRVDBL4D1250
AQRVDBL4D1260
AQRVDBL4D1270
AQRVDBL4D1280
AQRVDBL4D1290
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DCONMS

LS

7.5
7.6
7.7
7.8
7.9
8.0
8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9
9.0
9.1
9.2
9.3
9.4
9.5
9.6
9.7
9.8
9.9
10.0
10.1
10.2
10.3
10.4
10.5
10.6
10.7
10.8
10.9
11.0
111
11.2
1.3
11.4
11.5
11.6
1.7
11.8
11.9
12.0
12.1
12.2
123
12.4
125
126
12.7
12.8
12.9

3438
356
355
353
35.2
35.0
429
427
426
424
423
44.1
44.0
438
437
435
46.4
46.2
46.1
45.9
45.8
476
475
47.3
47.2
47.0
52.9
527
526
52.4
523
54.1
54.0
53.8
537
535
56.4
56.2
56.1
55.9
55.8
58.6
58.5
58.3
58.2
58.0
60.9
60.7
60.6
60.4
60.3
62.1
62.0
61.8
61.7

LCF
46
47
47
47
47
47
55
55
55
55
55
57
57
57
57
57
60
60
60
60
60
62
62
62
62
62
68
68
68
68
68
70
70
70
70
70
73
73
73
73
73
76
76
76
76
76
79
79
79
79
79
81

81

81

81

LS
436
427
427
4238
429
43.0
422
423
424
425
426
40.7
40.7
408
40.9
41.0
45.2
453
45.4
455
456
437
437
438
439
440
46.2
463
46.4
465
466
447
447
44.8
44.9
45.0
48.2
483
48.4
485
486
457
457
458
45.9
46.0
57.2
57.3
57.4
57.5
57.6
55.7
55.7
55.8
55.9

OAL
91
91
91
91
91
91
99
99
929
99
99
99
99
99
99
99

107

107

107

107

107

107

107

107

107

107

116

116

116

116

116

116

116

116

116

116

123

123

123

123

123

123

123

123

123

123

138

138

138

138

138

138

138

138

138

DCONMS
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PL
3.4
3.4
35
35
36
36
3.6
3.7
3.7
3.8
3.8
3.9
3.9
4.0
4.0
4.1
4.1
4.1
4.2
4.2
43
43
44
4.4
45
45
45
46
46
47
4.7
48
48
49
49
5.0
5.0
5.0
5.1
5.1
5.2
5.2
53
53
5.4
5.4
5.4
55
55
5.6
5.6
5.7
5.7
5.8
5.8

BT (Unit):mm

s s e s ko o v

Stock

Price(¥)
13,200
13,800
13,800
13,800
13,800
13,800
14,600
14,600
14,600
14,600
14,600
15,200
15,200
15,200
15,200
15,200
16,000
16,000
16,000
16,000
16,000
16,600
16,600
16,600
16,600
16,600
17,300
17,300
17,300
17,300
17,300
18,200
18,200
18,200
18,200
18,200
18,800
18,800
18,800
18,800
18,800
19,500
19,500
19,500
19,500
19,500
20,100
20,100
20,100
20,100
20,100
20,800
20,800
20,800
20,800
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BAfiT (Unit):mm

| asis o an i 35 o o )

Code LCF OAL | DCONMS | PL | Stock | Price(®) Code LCF OAL | DCONMS | PL | Stock | Price(¥)
AQRVDBL4D1300 13.0 615 81 56.0 138 13 59 @ 20,800 AQRVDBL4D1460 14.6 721 94 | 58.7 154 15 6.6 @ @ 23,700
AQRVDBL4D1310 13.1 674 87 59.2 148 14 59 @ 21,600 AQRVDBL4D1470 14.7 720 94 587 154 15 66 @ 23,700
AQRVDBL4D1320 13.2 67.2 87 593 148 14 59 @ | 21,600 AQRVDBL4D1480 14.8 718 94 | 588 154 15 6.7 @ @ 23,700
AQRVDBL4D1330 13.3 67.1 87 594 148 14 6.0 @ @ 21,600 AQRVDBL4D1490 149 717 | 94 | 589 154 15 6.7 @ | 23,700
AQRVDBL4D1340 134 669 87 595 148 14 6.0 @ @ 21,600 AQRVDBL4D1500 15.0 715 | 94 | 59.0 154 15 |68 @ | 23,700
AQRVDBL4D1350 135 66.8 87 596 148 14 6.1 @ 21,600 AQRVDBL4D1510 15.1 744 97 632 162 16 68 @ @ 24,400
AQRVDBL4D1360 136 69.6 90 56.7 148 14 6.1 @ 22,200 AQRVDBL4D1520 15.2 742 97 | 633 162 16 68 @ @ 24,400
AQRVDBL4D1370 13.7 695 90 56.7 148 14 6.2 @ 22,200 AQRVDBL4D1530 153 741 97 634 162 16 69 @ @ 24,400
AQRVDBL4D1380 138 693 90 568 148 14 62 @ 22,200 AQRVDBL4D1540 154 739 97 | 635 162 16 69 @ @ 24,400
AQRVDBL4D1390 139 69.2 90 569 148 14 63 @ @ 22,200 AQRVDBL4D1550 155 738 | 97 | 636 162 16 |70 @ | 24,400
AQRVDBL4D1400 140 69.0 90  57.0 148 14 63 @ | 22,200 AQRVDBL4D1560 156 756 99 | 617 162 16 70 @ @ 25100
AQRVDBL4D1410 14.1 709 92 602 154 15 63 @ 22,900 AQRVDBL4D1570 15.7 755 99 617 162 16 71 @ @ 25100
AQRVDBL4D1420 14.2 70.7 92 603 154 15 6.4 @ 22,900 AQRVDBL4D1580 15.8 753 99 | 618 162 16 7.1 @ @ 25100
AQRVDBL4D1430 143 706 92 604 154 15 64 @ 22,900 AQRVDBL4D1590 159 752 99 619 162 16 72 @ @ 25100
AQRVDBL4D1440 144 704 92 605 154 15 65 @ | 22,900 AQRVDBL4D1600 16.0 75.0 | 99 | 62.0 162 16 |72 @ | 25100
AQRVDBL4D1450 145 703 92  60.6 154 15 65 @ @ 22,900 2023&F 128210 5%

Expected to be released on December 21, 2023

EAELEISRG Standard Cutting Conditions

AQRVDBL 4D 7Z7REVORUJL/INULZAD AquaREVO Drills Burrless 4D
W EVTUITADORUILTY  IEWIICIE 77 I 7REVORU )L ZHEERELFE T . AQRVDBL is for through hole drilling usage. Please use AquaREVO Drills for the blind hole.

—ARtEIE S IRERHE/ 1S B Bk &/ REH S48/ FUN—RVHE ST Lk
B S$S400 S50C/FC250 SCM440 SKD61 NAK HPM FCD400
Work Material Structural Steel Carbon Steel/Cast Iron Hea@$?gafézeéteet Pre—m?éigézegteel Ductile Cast Iron
~200HB 20~30HRC 30~40HRC
BE CERER EURE [Elk e EWRE [Elk e ERE CERER EURE [Elk e EURE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
2.0 11100 440 8000 480 8000 480 4800 190 8000 640
3.0 7400 440 5300 480 5300 480 3200 190 5300 640
5.0 4500 450 3200 480 3200 480 1900 190 3200 640
6.0 5300 640 4200 1000 4200 1000 2400 320 4200 1000
8.0 4000 640 3200 1000 3200 1000 1800 320 3200 1000
10.0 2550 510 1900 760 1900 760 1100 240 1900 570
12.0 2100 500 1600 770 1600 770 900 240 1600 580
14.0 1600 450 1100 460 1100 460 700 200 1100 460
16.0 1400 450 1000 320 1000 320 600 190 1000 480
YIHISRHCFIRADER

1) AQRVDBLIFBUTRADRUILTY s FUJLSERNS50.6DCI EEEBL TTERLEE L

2) AOPEOMMEREPEREDHDHE. NULVAMENRIBTEZ B A ZOBEETSYMRUILEHRLE T,
3) BEPINIYRUHF BV TRIEDBVEE. COUDRET 2BER . EROOEHEEVEREZRCEIETRF TS
4) Dy MITIEKBERBRZERUSETY .

5) RAKBHIEEHRIDIBEICIZEEHEEREZ20% FF TSV,

6) PIW=ZULER BER AT VUM SEERONIICEREETY

7) @ROYVIULK TR RY VIR ONTEC KNG PN KD BRI GBIE T DT BHIAMREIT >TSS W,

8) HRHIMPINIRHICIIIIK THHENBLIRBDBNGUE T ZDHEICIFRTY FENZL TS

9) AFYFEURARDLEEFTRLTLEEN

10) Z?w7§(30.5~1.0DC’EE?ICL;Z(IL W /JVR(130.2~0.5DCZBRICLTL S

11) RULOIERNZO0.02mmELTFIC MR- BRTHIDIZE I$0.01mmL,{'F(L}[DKtTVJ=FJ7b'C(T:"?Sl/\

Attention on using the cutting condition tables

1) AQRVDBL is for through hole drilling usage. Drill should exit the hole more than 0.6DC.
2) Burr less is not perform in if the entrance or exit of hole is on an inclined surface. In that case, we recommend a flat drill.
3) In machine or installation of machining step, when there is no rigidity of machine or chattering occurs, reduce the rotation and feed rate.
4) Wet condition are for drilling with water soluble cutting fluid.
5) In non-water soluble cutting fluid, reduce the rotation and feed rate by 20%.
6) Drilling Aluminum Alloy, Light Material, Stainless Steel, Hardened Steel are not recommended.
7) By sparks during cutting, or heat by breakage, or hot chip, there is danger of fire. Take fire prevention measures.
8) A work material and cutting condition to chip removal may be worse. In that case, please step feed.
9) Retraction of the step feed is to be returned to the top of the hole.
10) Step feed is recommended to 0.5~1.0XDC. Small diameter is to 0.2~0.5XDC.
11) Please use the fixture to control the amplitude of the drill bit below 0.02mm, for small diameter, high-speed cutting control amplitude of the drill bit 0.01mm or less.
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SGSPBEL p
SGRI\USILIVTIYLR @

SG Spiral Taps Burrless

MRl 31— ®{f—J—F——H*1

DCONMS

LIST 7966 SGSPBL 522 Code B4 (Unit) :mm

Code Thread Size TAP Limit TCL(P) L1 THL NOF DCONMS L2 DN Type HRRUILE | (£HREE Stock Price(¥)
3MO0.5R M3x0.5 REG = P2 2.5P 46 35 3 4.0 18.0 2.35 1 25 2.55 [ J 3,160
4M0.7R M4x0.7 REG | P3 2.5P 52 4.9 3 5.0 20.0 3.15 1 33 35 [ J 3,110
5MO0.8R M5x%0.8 REG | P3 2.5P 60 5.6 3 5.5 22.0 4.05 1 4.2 4.25 [ J 3,130
6M1R M6X1 REG = P3 2.5P 62 7.0 3 6.0 24.0 4.75 1 5.0 5.05 [ J 3,220
6MO0.75R M6X0.75 REG | P2 2.5P 62 7.0 3 6.0 24.0 5.05 1 5.25 5.30 [ J 4,010
8M1.25R M8x%1.25 REG | P3 2.5P 70 8.8 3 6.2 29.8 6.55 2 6.8 6.85 [ J 4,190
8M1R M8X1 REG = P3 2.5P 70 8.8 3 6.2 29.8 6.75 2 7.0 7.05 [ J 4,930
10M1.5R M10%1.5 REG | P3 2.5P 75 10.5 3 7.0 31.4 8.25 2 8.5 8.60 [ J 5,060
10M1.25R | M10x1.25 | REG & P3 2.5P 75 10.5 3 7.0 31.4 8.55 2 8.8 8.85 [ J 5,060
10M1R M10X1 REG = P3 2.5P 75 10.5 3 7.0 31.4 8.75 2 9.0 9.05 [ J 6,020
12M1.75R | M12X1.75 | REG | P4 2.5P 82 12.3 3 8.5 36.2 9.95 2 10.2 10.30 [ 6,610
12M1.5R M12x1.5 REG | P3 2.5P 82 12.3 3 8.5 36.2 10.25 2 10.5 10.60 [ J 6,610
12M1.25R | M12x1.25 | REG | P3 2.5P 82 12.3 3 8.5 36.2 10.55 2 10.8 10.85 [ J 6,610

H TRECHUT. HRUNRZHIZ I v IR T, TN #RERNILEZ TERLIES L, 2023%F12A218 #5EFE
H F@EZh bt EAARKIIATVESIE, +OB/NUDAMEENRIBCTEF B Ao Expected to be released on December 21, 2023
M This tap cuts the internal diameter of the internal thread relative to the pilot hole diameter. P=twTF Pitch

B Please use the recommended drill diameter for pilot hole drilling.
Please note that if the pilot hole diameter is larger than the finished internal diameter of the internal thread, burr less performance will not be achieved.

RUT7WR Recommeended drill dia. v I MALR~E Square portion size of shank
B3 (Unit) :mm BT (Unit):mm
NULRIvS ALY v O MUEER
SG Spiral Taps Burrless Shank dia. Square Portion of shank
RUOEY i} R&
TR HRCKIE Bl DCONMS DRVS DRVL
HEERUILE | (T EFEIEVME) 3.2 6
Target value ) ) ) ) 4,0 7
. Recommeended - f Maximum internal
Thread size otfrfigsgeignlgrtedma i I thread inner dia. 4.5 7
M3x0.5 25 2.55 2.459 2.599 &5 7
M4x0.7 33 335 3.242 3.422 5.0 8
M5x0.8 42 4.25 4134 4334 2 S
M6x1 5.0 5.05 4917 5.153 6.5 £
M6x0.75 5.25 5.30 5.188 5.378
M8x1.25 6.8 6.85 6.647 6.912
M8x1 7.0 7.05 6.917 7.153
M10x1.5 8.5 8.60 8.376 8.676
M10x1.25 8.8 8.85 8.647 8.912
M10x1 9.0 9.05 8.917 9.153
M12x1.75 10.2 10.30 10.106 10.441
M12x1.5 10.5 10.60 10.376 10.676
M12x1.25 10.8 10.85 10.647 10.912

12




ERin
e

IBME 2J-F7«4v7 fRUhAE  EUVRER

SGSPBLL P TCL % DCONMS
SGANASIIFVIINY LR =T @ o = O &
SG Spiral Taps Burrless Left Hand Helix THL

. i My b DRVL

‘ L1
izl 2
LIST 7968 BT (Unit):mm
RN e
Code Thread Size TAP Limit TCL(P) DCONMS L2 Type bl itk Stock Price(¥)
3MO.5R M3%0.5 REG = P3 5P 46 11.0 3 4.0 18.0 2.3 1 25 2.55 [ 3,160
4M0.7R M4x0.7 REG | P3 5P 52 13.0 3 5.0 21.0 3.1 1 33 35 [ ] 3,110
5MO.8R M5x0.8 REG = P3 5P 60 16.0 3 5.5 25.0 3.9 1 4.2 4.25 [ 3,130
6M1R M6X1 REG = P3 5P 62 19.0 8 6.0 30.0 4.7 1 5.0 5.05 [ 3,220
6M0.75R M6x0.75 REG | P3 5P 62 19.0 3 6.0 30.0 4.7 1 5.25 5.30 [ ] 4,010
8M1.25R M8x1.25 REG = P3 5P 70 22.0 B 6.2 - - 2 6.8 6.85 [ 4,190
8M1R M8X1 REG = P3 5P 70 22.0 3 6.2 - - 2 7.0 7.05 [ 4,930
10M1.5R M10X1.5 REG | P4 5P 75 24.0 3 7.0 - = 2 8.5 8.60 [ ] 5,060
10M1.25R M10%X1.25 | REG | P3 5P 75 24.0 3 7.0 - - 2 8.8 8.85 [ 5,060
T0M1R M10X1 REG = P3 5P 75 24.0 3 7.0 - - 2 9.0 9.05 [ 6,020
12M1.75R M12X1.75 | REG | P4 5P 82 29.0 3 8.5 - - 2 10.2 10.30 [ ] 6,610
12M1.5R M12X1.5 REG | P4 5P 82 29.0 3 8.5 - - 2 10.5 10.60 [ 6,610
12M1.25R M12X1.25 | REG = P4 5P 82 29.0 3 8.5 - - 2 10.8 10.85 [ 6,610
B TRICHU T HRURRZHIZ I v FHEHE T TN #RRNULEZ TERLIES L, 2023%F12H218 H5EFE
H TAELHRUL EFVABRKVREVSER. THRBNUDR N RETEZ B Ao Expected to be released on December 21, 2023
M This tap cuts the internal diameter of the internal thread relative to the pilot hole diameter. P=twZF Pitch

B Please use the recommended drill diameter for pilot hole drilling.
Please note that if the pilot hole diameter is larger than the finished internal diameter of the internal thread, burr less performance will not be achieved.

H IS4 &t HH Recommeended Cutting Speed & Cutting fluids

SGSPBL SGR/SASIFvT INULR sG spiral Taps Burrless
SGSPBLL SGR/INASILIwD INULR ERUI G Spiral Taps Burrless Left Hand Helix

BIHEIERE (m/min)
Recommended Cutting Speed
— BRI | R | SR aEH - —- 9794 FIIZOL FIVEE
R REEE  ATVVAR S sk a%
SS S15C 540C S50C SCM/SCr SuUs FC FCD AC/ADC Ti
Structual | Low Carbon Medium High Carbon Alloy Steel Hardened Stainless Cast Iron Ductile Aluminum Titanium
Steel Steel Carbon Steel Steel Steel Steel Cast Iron Alloy Alloy
~200HB ~200HB ~200HB ~200HB ~200HB 20~30HRC 30~40HRC
SGSPBL(LEW7TF) 15~30 15~30 10~50 10~50 15~50 8~15 - 3~7 - 10~30 15~50
SGSPBLL(GE"7TFA) 20~50 20~50 15~50 10~50 15~50 10~30 - 5~10 - 15~30 15~50
HESRET R BEESERIAKA M. KB Kiatk
Cutting Fluids Extreme pressure property non-water soluble / Water soluble Water soluble

VIRISRHETFIROER

1) RPOMIEE—RNTEETH Y, CERRFICIITBIRAFEEBLTRE L
2) RPOHIEIFRUDRFET2DC (RUDFTRD2E) NEETT,

3) RFVUREONIICE FAEEEEERD BTV T,

Attention on using the cutting condition tables

1) These are general Cutting condition, and may be altered by your conditions.
2) These conditions are for thread depth of 2XDC.

3) Recommend non water soluble cutting fluid for Stainless Steel.
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AquaREVO Mills BurrLess Four Flutes 2.5D G type
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APMX

L
AMA
FryvaSUR

OAL

BT (Unit):mm

LIST 9722 | ERES Codel
Code APMX
RVMBL4060G-2.5D 6 15 4.5 50
RVMBL4080G-2.5D 8 20 6.0 60
RVMBL4100G-2.5D 10 25 7.5 70
RVMBL4120G-2.5D 12 30 9.0 75
RVMBL4160G-2.5D 16 40 12.0 90
RVMBL4200G-2.5D 20 50 15.0 100

G914 (FvrviasSVR) BEYODER Guideline of remaining corner of G type (Gashland)

DC K
® 0.2
ie 0.3
20 0.4
57H§§‘F1’"§% DC tolerance
142 DC
ZERBA Above LI Up to
12
12

14

DCONMS Stock Price(¥)
6 [ ] 5,320

8 [ ] 9,740

10 [ 13,200
12 [ J 16,600
16 [ 42,700
20 [ ] 61,900

2023%F12A218 H5EFE
Expected to be released on December 21, 2023

BT Unit : mm

0.03 ~

0.04 -
m
0.05

BT Unit : mm

HFEE
Tolerance
0~-0.02
0~-0.03
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ISR Standard Cutting Conditions

RVMBL4G-2.5D

P I7REVOZIJLINULR 4¥F2.5D GF A 7’ AquaREVO Miills BurrLess Four Flutes 2.5D G type

W AETEFINTIERTY AL RUILIITIF#ERUZE R A Specialized for side finish milling. Not recommended for grooving and drilling
W AN TORERETIE. L LIFINTZEREICIEP U TLIES ) If the burrs of roughing cannot be removed, increase the finishing

—ARAEEFH

(=g

M#ASE

o S BANSE BEANSE AT VR FPIVIZULER
WES/HY | AENE HANGE 7 FovaS =
WEIA SS/S-C/FC SCM NAK/HPM SKD61 SKD11 SUS304/5US316 Ti-6Al-4V
Work Materia! structural Steel Alloy Steel Heat Treated Steel Nickel Alloy
Cacr:?(”\rsgﬁﬂ Heat Treated Steel T enealsteal Hardened Steel Hardened Steel Stainless Steel Titanium Alloy Aluminum Alloy
150~250HB 25~35HRC 35~45HRC 45~55HRC 55~60HRC
SiE DERE XWERE | O RXUERE DR XUERE | OEY XUERE | DR  XVERE | DG | XUEE | DEg XVEE | OEY RXUEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Rotation Feed Rotation Rotation Feed
mm (min) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min") | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min7) | (mm/min)
6 6370 1500 5300 1080 4240 640 4000 530 4000 70 4240 350 3180 240 5300 1300
8 4800 1500 3980 1080 3180 640 2980 530 2980 70 3180 350 2390 240 3980 1300
10 3820 1200 3180 960 2550 640 2390 450 2390 60 2550 350 1910 240 3180 1300
FRIENIT 12 3180 1140 2650 840 2120 560 1990 380 1990 50 2120 350 1320 180 2650 1300 a
siﬁjgﬂt 16 1790 800 1790 600 1190 400 1390 350 1390 45 1590 300 800 120 1980 1300 ©
ide Millin;
Rougmngg 20 1430 600 1430 460 960 320 1110 280 1110 35 1110 220 630 110 1590 1300 ac
ap 2.5DC
A&
Depth of Cut ¢165i 0.03DC 0.2DC
ae 0.2DC (MAX 1.0mm) #165LE 0.01DC 0.01DC (MAX 1.0mm) 0.02DC 0.1DC
6 6370 1050 5300 760 4240 520 4000 480 4000 70 4240 250 3180 150 5300 910
8 4800 1050 3980 760 3180 520 2980 480 2980 70 3180 250 2390 150 3980 910
RIEIT 10 3820 840 3180 680 2550 520 2390 410 2390 60 2550 250 1910 150 3180 910
{idJ:bI]I 12 3180 800 2650 590 2120 450 1990 350 1990 50 2120 250 1320 110 2650 910
Side Milli
Finishing. 16 1790 560 1790 420 1190 320 1390 320 1390 45 1590 210 800 80 1980 910
20 1430 420 1430 330 960 260 1110 260 1110 35 1110 160 630 70 1590 910
ganE  ap 2.5DC
pepthofcut | ae 0.005DC(MAX 0.05mm)
FIEIRFCRIRDER
1) REUIIZTSHITIE BIEDSH BEEDT VR - RV —Z TERLKIEE L,
2) RSANIDBERFRIF—ITO—ZFERLTIEE L,
3) BEASH(A5~55HRO)ZN LY BEIERSA NI TI7—TO—ZFERALTRE L,
4) AFVUAE WHREE. FIVERZNLIDHBEREVIYNTINIULTLEE L,
5) UUUNRETBBEE LROOGHEXVREZRCHETTIF R IVAHBE T IFTITERLEE L,
Attention on using the cutting condition tables
1) Use highly rigid machining center and holder.
2) Use an air blow for dry process.
3) When processing hardened steel (45 to 55HRC), use an air blow for dry process.
4) Use in wet condition in case of Stainless Steel, Nickel Alloy, Titanium Alloy.
5) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
UhAFH RS ap DI IR Cutting depth ap parameter table
Ng—1 Ng—22 NI—23
Pattern 1 Pattern 2 Pattern 3
fIEINT
NI—> o
Side cutting g—g g—g T—T ik
pattern Work Work Center of workpiece
o
: e e o
RUNAEEY L
(SRR S DRIEL)
wERA Cross intersection of flutes
End Mill head
through length
, ap#iE(mm) HRERA(mm) ap&E@E(mm) ap#iE(mm)
%{%(mtm) Range of ap End Mill Range of ap Range of ap
lam r
amee min ~ max ezl Tl (it min ~ max min ~ max
6 4.8 ~ 15.0 05 4.3 ~ 14.5 2.0 ~ 8.0
8 6.4 ~ 20.0 ’ 5.9 ~ 19.5 2.0 ~ 11.0
10 8.0 ~ 25.0 7.0 ~ 24.0 2.0 ~ 13.0
12 9.6 == 30.0 1 8.6 ~ 29.0 2.0 ~ 16.0
16 12.8 ~ 40.0 11.8 ~ 39.0 3.0 = 22.0
20 16.0 ~ 50.0 15.0 ~ 49.0 3.0 ~ 28.0
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