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Cutting Condition Table

R
SKD.NAK(HRC~62)
PEEE
HE Cutting Speed MIEE
Dia. 12~20m/min Milling Depth.
EFR: =Y
Spindle Speed Feed
rpm mm/min
) 764 ~ 1273| 23 ~ 51 0.25
6 637 ~ 1061 | 19 ~ 42 0.3
8 477 ~ 796 | 14 ~ 32 0.4
10 382 ~ 637 | 11~ 25 0.5
12 318 ~ 531 | 10 ~ 21 0.6

MHE 1mm PAF OB IZE0E 20% T THEHEEHLIEE,
In case that cut width is less than 1mm, reduce feed by 20%.

BRE
SKD.NAK(HRC~62)
I
AE Cutting Speed
Dia. 12~20m/min
B D)
Spindle Speed Feed
rpm mm/min
5x45° 764 ~ 1273 | 23 ~ 51
6x45° 637 ~ 1061 )| 19 ~ 42
8x45° 477 ~ 796 | 14 -~ 32
10x45° 382 -~ 637 | 11~ 25
12x45° 318 ~ 531 10 ~ 21
5x60° 764 ~ 1273|238 ~ 51
6x60° 637 ~ 1061 )] 19 ~ 42
8x60° 477 ~ 796 | 14 ~ 32
10x60° 382 -~ 637 | 11~ 25
12x60° 318 ~ 531 10 ~ 21

X1 EOMTERMRIX0.5&LT
Standard depth of cut during one cutting operation is 0.5mm.
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Cutter Series for Hard Steel

T
CouT-H
e 1714

Solid Carbide Super Mini
Slot Cutter For Hard Steel
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CSMS-H

SKD. NAK(HRG--BZ) HEA=IN—S=FP ¥ 15—
HE Cutting Speed ﬁﬂam
Dia. 12~20m/min : = 2 oz
BE] &) Solid Carbide Super Mini
Spindle Speed Feed
rpm mm/min Angular Cutter For Hard Steel

5xW60° 764 ~ 1273 ] 23 ~ 51
6xW60° 637 ~ 1,061 19 ~ 42
8xW60° 477 ~ 796 | 14 ~ 32
10xW60° 382 ~ 637 11 ~ 25
12xW60° 318 ~ 531 ] 10 ~ 21
5xW90° b4 v 3230w B
6xW90° 637 ~ 1061 19 ~ 42 c s Mw - H
8xW90° 477 ~ 796 | 14 ~ 32
10xW90° 382 ~ 637] 11 ~ 25 —_ =y - =__
12xW90° 318 ~ 531 i0 ~ 21 ﬂﬂz " h—WT/#J7
5xW120° 764 ~ 1273 ] 23 ~ 51
6xW1g_D° 637 ~ 1061 ] 19 ~ 42 EEEH
8xW120° 477 ~ 796 | 14 ~ 32 : : ini
D R T Solid Carbide Super Mini
IS 518~ S3L1 10~ 2l W Angular Cutter For Hard Steel

X1 BEDM THARIX 0.5 £L T
Standard depth of cut during one cutting operation is 0.5mm.

Head Office/Tokyo Sales Office

3-16-12 Kamata, Ota Ward, 144-0052, Tokyo, Japan
TEL 81-3-3738-3970 FAX 81-3-3732-3665

Osaka Sales Office

7-6-12, Nishinakajima, Yodogawa Ward, 532-0011, Osaka, Japan
TEL : 81-6-6838-3936 FAX : 81-6-6838-3937
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0 0 ;
a%(Tolerance)) D o5 | 01 o5 | d M6 /A% (Tolerance)) D +0.05 01 *3'3 8 +10 | d he /A% (Tolerance) D J_ro.os’ 01 -3. s | 6 %20 | d e
(35| Gh |@a0| @ | O | (o8] 00 NE [ AE| DE| BE| BE | 28 & UK NE [ BE| W | BE]| EE | 2K il TH
: : 2 - (opD)| (@) | (01) |(pd1)| (02) | (L) | (pd)| (N) (@D)| (@) | (1) |(@pd1)] (02) | (L) | (dd)| (N)
pfa, | 2 [ Mk f Mk || Overall| “Shvicks| Homber b | Cut | Cut | Neck | Neck | Overall | Shank | Number b | Out | Cut | Neck | Neck | Overall| Shank |Number
Mt || Dig; |libengtiv] Lefigthi| Dk oF Elutes % | e | wiathl|l Bia | tongth | tenatb:| D lorEkites Angle | ‘Width | Dia. | Length | Length | Dia; |ofFiutes
0.5 5 L4 25 3 5 i | 25
0.6 6 14 | 29 60 6 16 | 29 60
(1"8 B 45° [19 [ 39 | 5 | 3 8 |Weo°| 22 | 39 | 5 4 | 3
5 25 5 50 3 3 10 22 | 5 10 24 | 5
1.2 | 12 29 | 55 10 12 34 | 55 0] 6
1.5 7—7 (Work) : By R NA A K3V (PM End Mill) 5 1l 25 3 5 2 2.5
. B (Hardness): HRC 67~68 6 24 | 29 60 6 27 | 29 60
2.5 ' 8 | 60°| 3 | 39| 5 4 | 3 8 |Woo°| 35 | 39 | 5 4 | 3
0.6 10 37 | 5 a0 10 4 5 ol
0.8 12 45 | 55 12 5 5.5
1 5 3 25
g2 | 29 5 50 3 3 6 45 | 29 60
12-5 8 |W120° 55 | 39 | 5 4 3
10 69 | 5
25 12 81 | 55 | ®
3
0.8
1
1.2
8 | 15 | 39 5 60 4 3
2
25
3 7—2 (Work) : ~"A R R3IL (HSS End Mill)
1 % BE (Work Hardness):HRC 66~67
1.2
10 12-5 5 5 | 70| 6 | 3
25 mEERbyZ—Y—X
? I T Ep Bl ELIEE N,
12 Watch the Cutting Demo
12 12'5 5.9 5 70 6 3 Video for the Cutter Series
25 for Hard Material. 7—2 (Work) : "AAR—L =KL (HSS Ball End Mill) U —2 (Work) : AARR—LTRIL (HSS Ball End Mill)
3 | % (Work Hardness):HRC 66~67 #% £ (Work Hardness): HRC 66~67




