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TOOL COLLABORATION vM KT

(CMENDMILLS ___________________________ QISTATTYDRILLS

RV2CM-1D
RV2CM-2D
RV2CM-3D
RV2CM-5D
RN2CM-3D
RV3CM-S
RV3CM-R
RV4CM-2D
RV4CM-3D
RV4CM-5D
RV2CMCR
RV4CMCR
RVHCM-S
RVHCM-L
RV2BCM
RVSPCM-S
RVSPCM-L
RVSPCM-LN
RVRCM
RVRCM-L
RVRCM-LN
&RV4VR-2D
@RV4VR-3D
@RV4AVR-4D
&RV4AVR-5D

LARAYECMIVRIIV 2RI D 21T
Revo Cut CM End Mills 2 Flutes 1D

LRAYECMIVRIIV2A 2D 2147
Revo Cut CM End Mills 2 Flutes 2D

LARAYECM IVRZIV 2 A 3D 2147
Revo Cut CM End Mills 2 Flutes 3D

LARAYECM IV RV 2 A 5D 2147
Revo Cut CM End Mills 2 Flutes 5D

LARAYECM IVRIW 28I 3D 247 />a—b
Revo Cut CM End Mills Noncoated 2 Flutes 3D
LARAYECM IV RIIL3HI 23—

Revo Cut CM End Mills 3 Flutes Short

LAAYbCM IVRIV3IKA LF25

Revo Cut CM End Mills 3 Flutes Regular

LARAYECM IVRZIV4KRFA 2D 2147
Revo Cut CM End Mills 4 Flutes 2D

LARAYECM IV REIV4RA 3D 2147
Revo Cut CM End Mills 4 Flutes 3D

LARAYECM IV RV 4FASD 2147

Revo Cut CM End Mills 4 Flutes 5D

LRAY R CM IV R 2 A SITR

Revo Cut CM End Mills 2 Flutes Radius
LARAYECMIVRIIVAKA VTR

Revo Cut CM End Mills 4 Flutes Radius

LAY M IV RSV NN 23—

Revo Cut CM End Mills High Helix Short

LRAYE M IVFIIL NAAY Oy

Revo Cut CM End Mills High Helix Long

LARAYE M IRV 2 83 R—)b

Revo Cut CM Ball End Mills 2 Flutes

LRAYE M IV RV RE=RZ 7429 Ya—F
Revo Cut CM End Mills Speed Roughing Short
LRAYE M IV RV RE=RZ 7427 OV
Revo Cut CM End Mills Speed Roughing Long

LAY E M IV RSV RE=RZ 7427 2w
Revo Cut CM End Mills Speed Roughing Under Neck
LRAYE M IV RV 5T405

Revo Cut CM End Mills Roughing

LRAYE M IVRIIV S5T7405 V5

Revo Cut CM End Mills Roughing Long

LARAYE M IV RV ST40070 2wt

Revo Cut CM End Mills Roughing Under Neck

LRAY bk CM T2 K30 FEHEFFY—K 4 #0020 507 ()

Revo Cut CM End Mills Vibration Reduction 2D

LRAy bk CM IV RV RERRRE)—F 41K
Revo Cut CM End Mills Vibration Reduction 3D
LARAYE CM IV RV RERERS
Revo Cut CM End Mills Vibration Reg
LRAYFCM IVFS

Revo Cut CM End M on Reduction 5D

XTREME END MILLS

RVSCR
VRF

RVRFR

2> - BHIMA LRDY - 4 A RERERE)—F

Revo Cut End Mills 4 Flutes for Titanium Alloys

FR> - BHIMA LAY 4 A SIT7A RERERE)—F

Revo Cut End Mills 4 Flutes with Corner Radius for Titanium Alloys

FE> - HHIMA LRAy 5 A RES R
Revo Cut End Mills 5 Flutes for Titanium Alloys

Fa> - $HIFE LRAY 5 8H SIT7RARES VNG
Revo Cut End Mills 5 Flutes with Corner Radius for Titanium Alloys

FR - BHIMA LRAY S ZT7407
Revo Cut Roughing End Mills for Titanium Alloys

FRY - $EIMA LRAY S 57409 SITR

Revo Cut Roughing End Mills with Corner Radius for Titanium Alloys

BIRE)—F 483 5D 247

TIAIN O—h RB v 71—
TIAIN Coated STATTY

&3
@
@ strsman MEazTo s GO
@ sTTCSTIALN EETAN -k 2507 &P

TiAIN Coated Carbide STATTY
m (XTREMEDRILLS 2
Q RVD5D LRRYIV 5D 24T A4 IViR—IUf F2> - BlIAA

Revo Drills 5D with Internal Coolant Supply for Titanium Alloys

LRRUIVID 247 FAIVik—IUfE F22 - SHIMA
CERMET

Revo Drills 7D with Internal Coolant Supply for Titanium Alloys
CE2S 2HF =AY h IRV @

2Flutes Cermet End Mills
(CUTTERS 4
BCMC 3K TIVAREERY DY R @

Inside Chamfering Cutters for Aluminum
SUS-BCMC iy

3WH ATV L ARARZERYA YR
Inside Chamfering Cutters for Stainless

ELECTROPLATED

HAVBEIVRII @

ED-EM-QC Electropﬁted Diamond End Mills for Quartz & Geramics

SAVBEIVFIY
ED'EMCB'QC EIectropEI?ted Diamond End Mills for.Quartz & Ceramics @
ED-OHD-QC Z1H—ivizmakyil @

Electroplated Drill wit_b Oil hole
CUTTER ARBOR

TR — I \—
Petit Frais Arbor

STT-TIALN
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CM END MILLS High Speed Steel

RN2HM

RN4HM

RVRHM-S
@RVRHM-L

LiRAYECM TV RIIV NAR2HKFA />3-t

Revo Cut CM End Mills Noncoated HSS 2 Flutes

LARAYE M IRV INAR4FA />
Revo Cut CM End Mills Noncoated HSS 4 Flutes

@
@

LAY CM TV RSV SPM S48 T4V EwF @

Revo Cut CM End Mills SPM Roughing Fine pitch

LKAk CM TV RSV SPM 57424 B4 T4V EyF @

Revo Cut CM End Mills SPM Roughing Long Fine pitch



RV2CM-1D  =nce
General end mill for grooving.
LERBYE CMIVFZIV 2808 10217 - l

Revo Cut CM End Mills 2 Flutes 1D
*Y—JUNo. HE AR 2R v mRE) *Y—JUNo. HE AR £ =2 72z S 7 - Y (=)

0~-0.02

I\ EVAR
T @ el

Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥) Tool No. Dia.of Mill  Lengthof Cut Overall Length ~ Shank Dia. Price (¥)
YT20977 0.5 0.5 40 4 2,050 YT21005 3.3 3.3 45 6 3,420
YT20978 0.6 0.6 40 4 2,230 YT21006 3.4 34 45 6 3,420
YT20979 0.7 0.7 40 4 2,230 YT21007 3.5 35 45 6 3,100
YT20980 0.8 0.8 40 4 2,230 YT21008 3.6 3.6 45 6 3,420
YT20981 0.9 0.9 40 4 2,230 YT21009 3.7 3.7 45 6 3,420
YT20982 1 1 40 4 1,750 YT21010 3.8 3.8 45 6 3,420
YT20983 1.1 1.1 40 4 2,210 YT21011 3.9 3.9 45 6 3,420
YT20984 1.2 1.2 40 4 2,210 YT21012 4 4 45 6 3,100
YT20985 1.3 1.3 40 4 2,210 YT21013 4.1 4.1 45 6 3,420
YT20986 1.4 1.4 40 4 2,210 YT21014 4.2 4.2 45 6 3,420
YT20987 1.5 1.5 40 4 2,040 YT21015 4.3 4.3 45 6 3,420
YT20988 1.6 1.6 40 4 2,210 YT21016 4.4 4.4 45 6 3,420
YT20989 1.7 1.7 40 4 2,210 YT21017 4.5 4.5 45 6 3,100
YT20990 1.8 1.8 40 4 2,210 YT21018 4.6 4.6 45 6 3,420
YT20991 1.9 1.9 40 4 2,210 YT21019 4.7 4.7 45 6 3,420
YT20992 2 2 40 4 2,040 YT21020 4.8 4.8 45 6 3,420
YT20993 2.1 2.1 40 4 2,210 YT21021 4.9 4.9 45 6 3,420
YT20994 2.2 2.2 40 4 2,210 YT21022 5 5 45 6 3,100
YT20995 2.3 2.3 40 4 2,210 YT21023 5.1 5.1 45 6 3,420
YT20996 2.4 24 40 4 2,210 YT21024 5.2 52 45 6 3,420
YT20997 2.5 2.5 40 4 2,040 YT21025 5.3 53 45 6 3,420
YT20998 2.6 2.6 40 4 2,210 YT21026 5.4 54 45 6 3,420
YT20999 2.7 2.7 40 4 2,210 YT21027 5.5 55 45 6 3,100
YT21000 2.8 2.8 40 4 2,210 YT21028 5.6 5.6 45 6 3,420
YT21001 2.9 2.9 45 6 2,210 YT21029 5.7 5.7 45 6 3,420
YT21002 3 3 45 6 2,100 YT21030 5.8 5.8 45 6 3,420
YT21003 3.1 3.1 45 6 3,420 YT21031 5.9 59 45 6 3,420
YT21004 3.2 3.2 45 6 3,420 YT21032 6 6 45 6 3,100

VILIELCS
Milling Conditions
Rv 2( : M _2 D Y—No. RE IR 2R B @EE
Tool No. Dia.of Mill  Lengthof Cut Overall Length ~ Shank Dia. Price (¥)

L&Ay CMIY KL 2457 20847 7 T N N
Revo Cut CM End Mills 2 Flutes 2D YT20791 2. 4 40 4 950
YT20792 2.5 5 40 4 1,060

g YT20793 3 6 45 6 1,260

T @ YT20794 4 8 45 6 1,420
YT20795 5 10 45 6 1,520

N . YT20796 6 12 45 6 1,520
BINITISELTWE T, YT20857 7 14 55 8 4,000
General end mill for grooving. YT20797 8 16 55 8 2,640
YT20858 9 18 65 10 5,000

= YT20798 10 20 65 10 3,240

YT20859 11 22 75 12 6,670

YT20799 12 24 75 12 4,390

YT20860 14 28 80 12 12,600

YT20861 15 30 90 16 12,600

YT20862 16 32 105 16 11,670

YT20863 18 36 105 16 19,420

YT20864 20 40 110 20 19,840

YT20865 22 44 110 20 29,670

YT20866 24 48 125 25 36,670

YT20867 25 50 125 25 36,670

WILIESCS
Milling Conditions



*Y—JUNo. HE AR &R v/ @R

Tool No. Dia.of Mill  Lengthof Cut Overall Length ~ Shank Dia. Price (¥)

h o— YT20884 1 3 45 4 1,090
LAy CMIV RV 2485 3D24M4T YT20885 | 15 | 45 45 4 1,090
Revo Cut CM End Mills 2 Flutes 3D YT20886 2 6 45 4 1,090
YT20887 2.5 7.5 45 4 1,090

4 YT20888 3 9 45 6 1,420

BT @ YT20889 4 12 50 6 1,600
YT20890 5 15 55 6 1,750

YT20891 6 18 60 6 1,800

5%}][]:[(,:5@ Lfb\gj‘o YT20892 7 21 60 8 4,250
General end mill for grooving. YT20893 8 24 70 8 3,250
YT20894 9 27 70 10 5,170

YT20895 10 30 80 10 3,920

YT20896 11 33 85 12 7,470

YT20897 12 36 85 12 5,750

YT20898 14 42 90 12 15,540

YT20899 15 45 95 16 15,540

YT20900 16 48 110 16 17,250

YT20901 18 54 110 16 27,190

YT20902 20 60 120 20 29,500

YT20903 22 66 120 20 36,590

YT20904 24 72 140 25 46,920

YT20905 25 75 140 25 46,920

Milling Conditions

—JUNo. HE AR &R v/ @’

Tool No. Dia.of Ml Lengthof Cut Overall Length  Shank Dia. Price (¥)

“ . YT20945 3 15 60 6 4,140
LRAYE CMIVFEIV 28F 5D2147 YT20946 4 20 60 6 4,140
Revo Cut CM End Mills 2 Flutes 5D YT20947 5 25 70 6 4,140
YT20948 6 30 70 6 4,140

4 YT20949 7 35 80 8 9,040

[T @ YT20950 8 40 90 8 9,040
YT20951 9 45 100 10 13,140

YT20952 10 50 100 10 13,140

jﬁhulccﬁbfb\ij'o YT20953 11 55 110 12 19,220
General end mill for grooving. Y120954 12 60 120 12 19,220
YT20955 14 70 125 16 29,840

- YT20956 15 75 130 16 29,840

YT20958 18 90 150 20 57,020

YT20959 20 100 160 20 57,020

YT20960 25 125 185 25 90,350

VIEIESLS
Milling Conditions



‘ cy;tgd\ W—JUNo.  FE IR R VvV fERE)
\J:_h Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥)
LAYk CMIV RSV 205 30247 /Va—F  visgse | 15 | as | a5 | 4 | 10
Revo Cut CM End Mills Non coated 2 Flutes 3D YT22027 2 6 45 4 1,490
YT22028 2.5 7.5 45 4 1,490
YT22029 3 9 45 6 1,950
YT22030 4 12 50 6 2,200
YT22031 5 15 55 6 2,350
YT22032 6 18 60 6 2,270
%, 7IVS, MRS OSBOBIMIIC, 22033 | 7 | 21 | 60 | 8 | 4470
EERBHENDOT Y RZ)VELTTHACREN e N B e e e i
= - -~ - i) LV YT22035 9 27 70 10 5,370
Please use as End Mills usual use iron,aluminum,resin,etc. YT22036 10 30 80 10 5,370
YT22037 11 33 85 12 7,890
YT22038 12 36 85 12 7,890
YT22039 14 42 90 12 17,340
YT22040 15 45 95 16 19,690
YT22041 16 48 110 16 23,650
YT22042 18 54 110 16 34,440
/> —MGEOT YT22043 20 60 120 20 37,320
Y —TIEREDFER T, PEEE |,
Sharp cutting edge is characteristic because it is Ailling Conditions
Non-coated End Mills.
Y—JUNo. HE AR &R v @’
Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥)
H -~ YT21033 2 3 50 6 3,050
LRAYFCMIVFZ)V 38F 33—+ YT21034 3 4 50 6 3,050
Revo Cut CM End Mills 3 Flutes Short YT21035 4 5 54 6 2,940
YT21036 5 6 54 6 2,940
4 YT21037 6 7 54 6 2,820
e @ D YT21038 7 8 58 8 4,300
YT21039 8 9 58 8 3,900
YT21040 9 10 66 10 6,370
YT21041 10 11 66 10 5,770
YT21042 12 12 73 12 8,400
YT21043 14 14 75 14 10,950
YT21044 16 16 82 16 13,490
YT21045 18 18 84 18 20,520
YT21046 20 20 92 20 21,890
Milling Condmons
*Y—IlNo. AR AR 2R /R @A)
Tool No. Dia.of il Lengthof Cut Overall Length  Shank Dia. Price (¥)
. YT21047 2 6 57 6 3,270
LRAYECMIVREV 3*&7‘] L¥a15 YT21048 3 7 57 6 3,270
Revo Cut CM End Mills 3 Flutes Regular YT21049 4 8 57 6 3,100
YT21050 5 10 57 6 3,100
YT21051 6 10 57 6 2,900
YT21052 7 13 63 8 4,970
YT21053 8 16 63 8 4,040
YT21054 10 19 72 10 5,990
YT21055 12 22 83 12 8,600
YT21056 14 26 92 16 13,750
YT21057 16 26 92 16 14,200
YT21058 18 32 104 20 26,890
YT21059 20 32 104 20 27,890
TEIRE  1gp

Milling Conditions



—JUNo. HE HE &R R ERE)

- Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥)

“h YT20800 2 4 40 4 1,420
LERAYFCMIVFIIV 4*&3‘] 20947 YT20801 2.5 5 40 4 1,690
Revo Cut CM End Mills 4 Flutes 2D YT20802 3 6 45 6 1,450
YT20803 4 8 45 6 1,550

YT20804 5 10 45 6 1,600

e \J ¥YT20805 | 6 12 45 6 1,720
YT20868 7 14 55 8 4,340

YT20806 8 16 55 8 2,790

RIEIEIBLTVE Y, YT20869 9 18 65 10 5,170
General end mill for side milling. YT20807 10 20 65 10 3,520
YT20870 11 22 75 12 7,000

YT20808 12 24 75 12 4,600

YT20871 14 28 80 12 15,750

YT20872 15 30 90 16 15,750

YT20873 16 32 105 16 13,340

YT20874 18 36 105 16 20,450

YT20875 20 40 110 20 20,890

YT20876 22 44 110 20 31,520

YT20877 24 48 125 25 39,020

YT20878 25 50 125 25 39,020

EEE

Milling Condmons

RV4< : M 3 D Y—iNo. FE  HE  £E JeoE @RE
Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥)

Lny b CMIY R 4K 3DRA7 movs |3 | o | ds |6 | 1770
Revo Cut CM End Mills 4 Flutes 3D YT20908 5 15 55 6 1,920
YT20909 6 18 60 6 1,970

) g Ao YT20910 7 21 60 8 4,720
e @ _30° YT20911 8 24 70 8 3,640
- YT20912 9 27 70 10 5,570

YT20913 10 30 80 10 5,050

AIEmyIEISBLTWE T, YT20914 11 33 85 12 7,840
General end mill for side milling. YT20915 12 36 85 12 6,020
YT20916 14 42 90 12 16,570

YT20917 15 45 95 16 16,570

YT20918 16 48 110 16 20,170

YT20919 18 54 110 16 29,000

YT20920 20 60 120 20 30,990

YT20921 22 66 120 20 38,420

YT20922 24 72 140 25 49,340

YT20923 25 75 140 25 49,340

UIHISREE  ape

Milling Conditions

RV4< : M - 5 D Y-iNo. WE AR 2R Sr0E WEE
Tool No. Dia.of Mill  Lengthof Cut Overall Length ~ Shank Dia. Price (¥)
LEAYy b CMIVEIIV 4FA 5D MEssll 2 > o ; PR
Revo Cut CM End Mills 4 Flutes 5D YT20963 5 25 70 6 4:350
YT20964 6 30 70 6 4,350
ik . YT20965 7 35 80 8 9,590
L @ YT20966 8 40 90 8 9,590
YT20967 9 45 100 10 13,840
. YT20968 10 50 100 10 13,840
RImEtIEISELTVE T, YT20969 11 55 110 12 21,340
General end mill for side milling. YT20970 12 60 120 12 21,340
YT20971 14 70 125 16 33,170
— YT20972 15 75 130 16 33,170
YT20974 18 90 150 20 63,340
YT20975 20 100 160 20 63,340
YT20976 25 125 185 25 106,340

EEE I,

Milling Condmons

CMEND MILLS o



Neswye—u ok

Y—JWNo. HE 3—FR FHER =& Ir/E EEE)
Tool No. Dia.of Mill - CornerRadius Lengthof Cut OverallLength ~ ShankDia. ~ Price (¥)

“ YT22087 1 0.2 2 60 4 3,700
LERAYE CMIVEIIL 28F 59 Y722088 | 1 0.3 2 60 4 | 3,700
Revo Cut CM End Mills 2 Flutes Radius YT22089 1.5 0.2 3 60 4 3,670
YT22090 1.5 0.3 3 60 4 3,670

YT22091 1.5 0.5 3 60 4 3,670

EW*J--?F \) YT22092 2 0.2 4 60 4 3,670
YT22093 2 0.3 4 60 4 3,670

YT22094 2 0.5 4 60 4 3,670

HEYESEINIO YT22095 | 2.5 | 0.2 5 60 4 | 3,670
Zt I\ 7 \/7"’;&;:” %)““ ] YT22096 2.5 0.3 5 60 4 3,670
To speed up processin:of c:oé;:tour and curved surface V122097 2.5 0.5 > 60 4 3,670
: YT22098 3 0.2 6 60 6 3,390

YT22099 3 0.3 6 60 6 3,390

 — YT22100 3 0.5 6 60 6 3,390
YT22101 4 0.2 8 65 6 4,030

YT22102 4 0.3 8 65 6 4,030

YT22103 4 0.5 8 65 6 4,030

YT22104 4 1 8 65 6 4,030

YT22105 5 0.2 10 70 6 4,240

YT22106 5 0.3 10 70 6 4,240

YT22107 5 0.5 10 70 6 4,240

YT22108 5 1 10 70 6 4,240

TIHIRE g

Milling Conditions

Y—JlNo. HE T—FR FHR 2R IrIE @EEE)
Tool No. Dia.of Mill - Comner Radius LengthofCut OverallLength ~ Shank Dia. ~ Price (¥)

4 — vT22306 | 6 | 02 | 12 80 6 | 459
LERAYE MV RV 48FA 59 vT22100 | 6 | 03 | 12 80 6 | 4590
Revo Cut CM End Mills 4 Flutes Radius YT22110 6 0.5 12 80 6 4,590
YT22111 6 | 1 12 80 6 | 4590

» yT22112 | 8 | 02 | 16 90 8 | 6500
BT @ YT22113 8 | o5 | 16 90 8 | 6500
YT22114 | 8 | 1 16 90 8 | 6500

yT22115 | 8 | 15 | 16 90 8 | 6500

HEYESEINIO YT22116 | 10 | 05 | 20 | 100 | 10 | 9,200
2= R 77w T Btz A vT22117 | 10 | 1 20 | 100 | 10 | 9200
! dl\ / r/ jj‘?n‘“-v?’%']i o curved surt YT22118 | 10 | 1.5 | 20 | 100 | 10 | 9,200
0 speeda up processing or contour a curved surrace. YT22119 10 2 20 100 -IO 9'200
YT22120 | 12 | 05 | 24 | 110 | 12 | 12000

vT22121 | 12 | 1 24 | 110 | 12 | 12000

v122122 | 12 | 1.5 | 24 | 110 | 12 | 12000

v122123 | 12 | 2 24 | 110 | 12 | 12000

VLIESSS
Milling Conditions



Y—JNo. FHB HAR R IR FH EERE)
Tool No. Dia.of Mill  Lengthof Cut  OverallLength ~ Shank Dia.  Numberof Flutes ~ Price (¥)
“ YT21969 3 10 55 6 4 5,640
LRAYECMIVERZIL INAANY 23— YT21970 4 12 60 6 4 5,640
Revo Cut CM End Mills High Helix Short YT21971 5 15 60 6 4 6,620
= YT21972 6 15 60 6 6 6,620
| UL Ry IN-S YT21973 8 20 75 8 6 8,470
ek otq 0~008 Y121974 | 10 | 25 | 80 | 10 | 6 |[10620
YT21975 12 30 100 12 6 14,790
L . YT21976 14 35 105 16 6 23,970
SEEMIGBEL TV, Y121977 | 16 | 40 | 110 | 16 6 | 23,970
General end mill for Hardened Steel. YT21978 18 40 120 20 6 34,500
YT21979 20 45 125 20 6 39,500
VIEIEZEs an
Milling Conditions
Rv H C M L U—No. WE AE £E vvE FM (EEE
Tool No. Dia.of Mill  Lengthof Cut  OverallLength ~ Shank Dia.  Numberof Flutes ~ Price (¥)
,.R* AYvE CMIVESIL I\fAY I:I/7 YT21981 6 26 80 6 6 7,350
YT21982 8 36 100 8 6 11,070
Revo Cut CM End Mills ngh Helix Long YT21983 10 46 100 10 6 13.950
YT21984 12 56 125 12 6 21,340
. YT21985 16 70 140 16 6 43,850
ey @ YT21986 20 80 160 20 6 | 53,700
YT21987 25 100 180 25 8 96,450
SEEMIGELTVET,
General end mill for Hardened Steel.
91|l
Mﬂagiﬁions EEP
sz Bc M Y—iNo. R HE NE £ B @RE
Tool No. Radius Dia.of Mill  Lengthof Cut OverallLength ~ Shank Dia. ~ Price (¥)
Lk CMIYFSIb 2870 K= M M NI N
Revo Cut CM Ball End Mills 2 Flutes YT20811 | 1 2 4 50 4 1620
YT20812 1.5 3 6 50 4 1,900
YT20813 2 4 8 50 4 2,050
YT20814 2.5 5 10 50 6 2,050
YT20815 3 6 12 90 6 2,340
R YT20816 4 8 14 100 8 3,500
AEAR—IVIVRZIVTT, YT20817 | 5 10 18 100 10 | 5420
General ball end mill for profile milling. YT20818 6 12 25 110 12 9,340
YT20879 7 14 26 110 12 18,590
YT20880 8 16 30 140 16 19,670
YT20881 9 18 34 140 16 33,170
YT20882 | 10 20 38 160 20 30,170
YT20883 | 12.5 25 50 180 25 50,840
pIEIEZes an

Milling Conditions

CMEND MILLS e



Revocs ik
Y—JlNo. HE 2—FR HAR 2R IR FIH EEE)
Tool No. Dia.of Mill - ComerRadius Lengthof Cut OverallLength ~ Shank Dia.  Numberof Flutes ~ Price (¥)

h YT22007| 6 05 9 57 6 4 6,320
71" Y CMIV IV ¥722008| 8 | 05 | 12 63 8 4 | 6800
—K>742%5 3—F YT22009 | 10 0.5 15 72 10 4 110,240

Revo Cut CM End Mills Speed Roughing Short Y722010 | 12 0.5 18 83 12 4 112,220
YT22011| 16 1 24 92 16 5 120320

YT22012 | 20 1 30 | 104 | 20 5 [32,150

T \>

RE)—REHD—T0 271Ky

HE D EIRE T
New coated end mill with variable-lead for high speed
roughing operations.

WLIESCS
Milling Conditions

Y—JNo. HE I—FR AR LR WIB IH @&E)
Tool No. Dia.of Mill  ComerRadius Lengthof Cut OverallLength ~ Shank Dia.  NumberofFlutes  Price (¥)

h o— Y122013| 6 0.5 12 57 6 4 6,840
7-'" ‘/\I“ CMIYFIIV YT22014| 8 05 16 63 8 4 7,350
—F37425 Ovy YT22015 | 10 0.5 20 72 10 4 {11,000

Revo Cut CM End Mills Speed Roughing Long YT22016 | 12 0.5 24 83 12 4 | 13,670
YT22017 | 16 1 32 92 16 5 |22,420

5 |35570

— YT22018 | 20 1 40 104 20
2 @ B

BEEx) N ageEO Y IEIVRIIVTY,

Roughing end mill for high speed roughing operations of
long cutting length.

eSS
Milling Conditions

Y—JNo. HE I—FR IR HBF =2k W& I @&E)
Tool No. Dia. of Mill ComerRadius LengthofCut NeckLength Overall Length Shank Dia. Numberoffiutes — Price (¥)

h - v722019| 6 | 05 | 9 | 18 | 57| 6 | 4 | 6720
71" v CMIY RSV ¥722020| 8 | 05 | 12 | 24 | 63| 8 | 4 | 709
—K374205 v oM ¥722021| 10 | 05 | 15 | 30 | 72 | 10 | 4 |10,770

Revo Cut CM End Mills Speed Roughing Under Neck YT122022 | 12 | 05 | 18 | 36 83 | 12 4 112,79
Y722023 | 16 | 1 24 | 48 | 100 | 16 | 5 |21,120

YT22024 | 20 | 1 30 | 60 | 110 | 20 | 5 | 40370

T \>

A2 7%y TRARDERAICEY
REUDERE T,

Roughing end mill with long neck for heavy-duty
operations in deep cavity portion.

s U —
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Milling Conditions




m

Y—I)No. FHBE HAR R IR FH EERE)
Tool No. Dia.of Mill  Lengthof Cut  OverallLength ~ Shank Dia.  Numberof Flutes ~ Price (¥)
“h YT20935 4 12 50 4 3 5,670
LRAYE MV RV 57427 YT20936 | 5 | 16 60 6 3| 6340
Revo Cut CM End Mills Roughing YT20937 6 16 60 6 3 6,340
YT20938 8 16 65 8 3 6,490
4 YT20939 10 22 70 10 4 7,720
T @ YT20040 | 12 | 26 85 | 12 4 | 9170
YT20941 14 26 85 12 4 14,090
YT20942 16 32 92 16 4 14,670
ﬁﬁ]@%t}]‘ﬁ'u /jiﬁ_[ﬁg'zs'g‘o YT20943 20 38 105 20 4 21,040
Roughing end mill for Heavy-duty operations on steels. YT20944 25 45 120 25 5 43,270
VIEIES:S
M|II|ngCond|t|ons
Y—J)No. FHBE HAR &R IR FH EERE)
Tool No. Dia.of Mill Lengthof Cut Overall Length ~ Shank Dia.  NumberofFlutes  Price ()
H YT21988 4 16 60 4 3 7,790
LRBYE CMIVRIW 57400 OVT YT21989 5 20 80 6 3 9,140
Revo Cut CM End Mills Roughing Long YT21990 6 20 100 6 3 9,190
YT21991 8 25 100 8 3 9,200
4 YT21992 10 32 100 10 4 13,000
[T @ v121993 | 12 | 40 | 125 | 12 4 | 20350
YT21994 14 40 125 12 4 22,520
YT21995 16 48 125 16 4 33,700
Et]]‘é’ljﬁﬁd)lj ‘/7“}]%574‘/7‘"{53'0 YT21996 20 56 150 20 4 46,990
Roughing end mill for Heavy-duty operations of long cutting Y121997 25 75 150 25 5 79,540
edge length.
PIIE3E S Yp
Milling Conditions
Y—)No. HE HAR BBF &R I/ FIH @ERE)
Dia.of Mill  LengthofCut Neck Length OverallLength ~ Shank Dia.  NumberofFlutes  Price (¥)
“ . YT21998 4 16 20 60 4 3 9,150
LER#AYECMIVEZ)V Y121999| 5 | 20 5 | 80 6 3 | 10620
57409 v YT22000| 6 20 30 | 100 6 4 | 10,650
Revo Cut CM End Mills Roughing Under Neck Y122001 8 25 40 100 8 4 10,900
YT22002 10 32 50 100 10 4 15,370
n_ing YT22003 12 40 60 125 12 4 24,450
BHEF i & . YT22004 | 16 48 80 | 125 16 4 | 41,940
30 YT22005 | 20 56 100 150 20 4 59,150
YT22006 | 25 75 100 150 25 5 102,950

A7y TRARDERAIC K
REYHARETT,

Roughing end mill with long neck for heavy-duty
operations in deep cavity portion.

VILIESCS
Milling Conditions
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Y—JUNo. AR AR 2R YR mRE)
- Tool No. Dia.of Mill  Length of Cut Overall Length  Shank Dia. Price (¥)
“ .-~ YT23586 3 6 50 6 2,750
LERAykCMIY tsll’ YT23587 3.5 7 50 6 2,750
FEREFE)—F 48F 20217 YT23588 | 4 8 50 6 2,750
Revo Cut CM End Mills Vibration Reduction 2D YT23589 4.5 9 50 6 2,750
YT23590 5 10 50 6 2,750
hLthA YT23591 5.5 11 50 6 2,750
T = YT23592 6 12 50 6 2,750
35/31 YT23593 8 16 65 8 4,850
YT23594 10 20 75 10 6,670
« — _ YT23595 12 24 80 12 9,690
AFDEIARF) — FOBFIRHRICLY Y2359 | 16 32 100 16 | 19,840
ZELICEERIMINEEETT, YT23597 | 20 40 120 20 | 36170
Stable high efficiency machining is possible with vibration
isolation effect by unequal division and unequal lead.
IS
Milling Conditions
Y—JUNo. FHEFE AR 2R o @’@)
- Tool No. Dia.of Mill  Length of Cut Overall Length  Shank Dia. Price (%)
« - YT23598 3 9 50 6 2,750
LERAyECMIY |:~’l’ ¥723599 | 3.5 105 50 6 2,750
FEREFRE)—F 4KH D217 YT23600 | 4 12 50 6 2,750
Revo Cut CM End Mills Vibration Reduction 3D YT23601 4.5 13.5 50 6 2,750
YT23602 5 15 50 6 2,750
RLUNAE YT23603 5.5 16.5 50 6 2,750
e i = YT23604 6 18 50 6 2,750
35/31 YT23605 8 24 65 8 4,850
YT23606 10 30 75 10 6,670
o — _ YT23607 12 36 80 12 9,690
AFHEAFY — FOFRMRICLY YT23608 | 16 48 100 16 | 19,840
LZELICERERMIAAEETY, YT23609 | 20 60 120 20 | 36170
Stable high efficiency machining is possible with vibration
isolation effect by unequal division and unequal lead.
TR ke

Milling Conditions



CM END MILLS o Revocut
Y—IJUNo.  HE AR &R v/ @EEE)
Tool No. Dia.of Mill ~ Length of Cut Overall Length  Shank Dia. Price (¥)

“ . YT23610 3 12 50 6 3,200
LRAykCMTY I~ YT23611 3.5 14 50 6 3,200
AERUNFEFEI—F 41‘5(33 4ADRA47 Y123612 | 4 16 55 6 3,600
Revo Cut CM End Mills Vibration Reduction 4D YT23613 4.5 18 55 6 3,600
YT23614 5 20 60 6 4,170
YT23615 5.5 22 65 6 4,340
T YT23616 6 24 65 6 4,340
YT23617 8 32 90 8 7,840
YT23618 10 40 100 10 10,420
o — _ YT23619 12 48 110 12 14,340
TEDEARE) —FOMIRMRICEKY
RELICRRERNMINPIEE T,
Stable high efficiency machining is possible with vibration
isolation effect by unequal division and unequal lead.

VLEIESSS
Milling Conditions

Y—JUNo.  HE AR &R v @)
Tool No. Dia.of Mill  Length of Cut Overall Length  Shank Dia. Price (%)

sh o= YT23620 3 15 55 6 3,600
L&k CMI/I:~”’ Y123621 | 35 | 175 60 6 | 4170
AEREUNFE)—F 4FA 50217 Y123622 | 4 20 60 6 4,170
Revo Cut CM End Mills Vibration Reduction 5D 23625 =5 225 65 6 <20
YT23624 5 25 65 6 4,270
RUNAE YT23625 5.5 27.5 75 6 5,170
ol T = YT23626 6 30 75 6 5,170
367/31 YT23627 8 40 90 8 8,590
YT23628 10 50 100 10 11,170
o — _ YT23629 12 60 110 12 15,420
REDEARE) — FOMIRIRICELY
RE LIcERERNM IO RIRE T T,
Stable high efficiency machining is possible with vibration
isolation effect by unequal division and unequal lead.

UIHIEE a7,

Milling Conditions
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Y—JUNo. HE HE &R v/ EE)
Tool No. Dia. of Mill Lengthof Cut ~ Overall Length Shank Dia. Price (%)

o, B - YT20044 3 10 60 6 13,600
Fa27 A LRAY S 4T YT20045 4 12 70 6 10,600
AERUNFFI—F YT20046 5 15 80 6 8,970
Revo Cut End Mills 4 Flutes for Titanium Alloys Y120047 6 15 90 6 9,170

YT20048 8 20 100 8 12,940

$3~ 5 0~—002 Y720049 | 10 25 100 10 17,640

BT \RJ) HRRE $6~10 0~-0.03 YT20050 12 30 110 12 24,840

¢12~25 0~-0.04 YT20051 16 40 140 16 43,670

YT20052 20 45 160 20 72,340

I%LH\E$'H:_I:H—HDIH§I\/ S YT20053 25 50 180 25 134,670
The high efficiency finishing end mills

OEIEEE g,
MJl:I'IEIg fﬁ\fi't:ions EEP

RV4C R AR EFT AT RS
The high efficiency finishing end mills
FR7 BB LRAY S 4ARA SITR

FEREUFFI—F
Revo Cut End Mills 4 Flutes with Corner Radius
for Titanium Alloys

e \Rvy)

Y—JNo. HE I—FR FHR =2 IvIE M\ Y—JNo. HE I—FR HR =2 IvI& EE)

$3~ 5 0~-0.02
NERE $6~10 0~-0.03
$12~25 0~-0.04

Tool No. Dia.of Mill - ComerRadius Lengthof Cut  OverallLength ~ Shank Dia. Price (¥) Tool No. Dia.of Mill - CornerRadius Lengthof Cut  OverallLength ~ Shank Dia. Price (%)
YT20064 3 0.25 10 60 6 14,340 YT20095 12 4 30 110 12 26,170
YT20065 3 0.5 10 60 6 14,340 YT20096 13 0.75 40 140 16 54,340
YT20066 4 0.25 12 70 6 11,170 YT20097 14 0.75 40 140 16 51,340
YT20067 4 0.5 12 70 6 11,170 YT20098 16 1 40 140 16 46,000
YT20068 5 0.25 15 80 6 9,470 YT20099 16 1.5 40 140 16 46,000
YT20069 5 0.5 15 80 6 9,470 YT20100 16 2 40 140 16 46,000
YT20070 6 0.25 15 90 6 9,670 YT20101 16 2.5 40 140 16 46,000
YT20071 6 0.5 15 90 6 9,670 YT20102 16 3 40 140 16 46,000
YT20072 6 1 15 90 6 9,670 YT20103 16 3.5 40 140 16 46,000
YT20073 6 1.5 15 90 6 9,670 YT20104 16 4 40 140 16 46,000
YT20074 7 0.5 20 100 8 15,170 YT20105 16 4.5 40 140 16 46,000
YT20075 8 0.25 20 100 8 13,640 YT20106 16 5 40 140 16 46,000
YT20076 8 0.5 20 100 8 13,640 YT20107 18 1 40 160 20 85,000
YT20077 8 1 20 100 8 13,640 YT20108 20 1 45 160 20 76,340
YT20078 8 1.5 20 100 8 13,640 YT20109 20 1.5 45 160 20 76,340
YT20079 9 0.5 25 100 10 20,640 YT20110 20 2 45 160 20 76,340
YT20080 10 0.5 25 100 10 18,570 YT20111 20 2.5 45 160 20 76,340
YT20081 10 0.75 25 100 10 18,570 YT20112 20 3 45 160 20 76,340
YT20082 10 1 25 100 10 18,570 YT20113 20 3.5 45 160 20 76,340
YT20083 10 1.5 25 100 10 18,570 YT20114 20 4 45 160 20 76,340
YT20084 10 2 25 100 10 18,570 YT20115 20 4.5 45 160 20 76,340
YT20085 10 2.5 25 100 10 18,570 YT20116 20 5 45 160 20 76,340
YT20086 10 3 25 100 10 18,570 YT20117 25 1 50 180 25 146,670
YT20087 12 0.5 30 110 12 26,170 YT20257 25 1.5 50 180 25 146,670
YT20088 12 0.75 30 110 12 26,170 YT20258 25 2 50 180 25 146,670
YT20089 12 1 30 110 12 26,170 YT20259 25 2.5 50 180 25 146,670
YT20090 12 1.5 30 110 12 26,170 YT20260 25 3 50 180 25 146,670
YT20091 12 2 30 110 12 26,170 YT20261 25 3.5 50 180 25 146,670
YT20092 12 2.5 30 110 12 26,170 YT20262 25 4 50 180 25 146,670
YT20093 12 3 30 110 12 26,170 YT20263 25 4.5 50 180 25 146,670
YT20094 12 3.5 30 110 12 26,170 YT20264 25 5 50 180 25 146,670

I ES
M];I]IEg ?;:fi't:ions EHF
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@

&R v EEE)

*—JUNo. AR AR
Tool No. Dia. of Mill Lengthof Cut ~ Overall Length Shank Dia. Price (¥)
o, EE o YT20054 3 10 60 6 15,140
FR2 - HEIMA LRAY F 585 YT20055 4 12 70 6 | 11.800
AESVFIE YT20056 5 15 80 6 9,970
Revo Cut End Mills 5 Flutes for Titanium Alloys YT20057 6 15 90 6 10,200
YT20058 8 20 100 8 14,400
63~ 5 0~-002 YT20059 10 25 100 10 19,600
P FERE #6~10 0~-0.03 YT20060 12 30 110 12 27,600
¢$12~25 0~-0.04 YT20061 16 40 140 16 48,670
YT20062 20 45 160 20 88,340
T%"ﬁ"é$1i_tH7][II%I‘/ I‘E/I/ YT20063 25 50 180 25 142,000
The high efficiency finishing end mills
n L, . -
Hi
%Egﬁnﬁions EEP
Y—JbNo. HE I—FR HAR 2E IvVI/F @KRE)
Tool No. Dia.of Mill - CornerRadius Lengthof Cut Overall Length ~ Shank Dia. Price (%)
o, EEE N “ —_ YT20118 6 0.5 15 90 6 10,770
F22 - HEMA LKAV SHASITR y120119 | 8 |05 | 20 | 100 | 8 | 15170
AESVFE YT20120 | 10 | 0.5 25 | 100 | 10 | 20,640
Revo Cut End Mills 5 Flutes with Corner Radius Q%g} 3; :; g;g ;8 } 18 E ;‘9"8(7)8
for Titanium Alloys YT20123 | 14 | 075 | 40 | 140 | 16 | 58340
Rhunam 610 0~—0.03 YT20124 16 1 40 140 16 51,340
BkF = (BN ¢1’1~25 0”"0'0 4 YT20125 | 18 | 1 40 140 | 20 | 85670
38 ¢11~25 0~-0. YT20126 20 1 45 160 20 93,000
YT20127 25 1 50 180 25 154,670
SRERMLEFIMIATIVRIIL
The high efficiency finishing end mills
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Milling Conditions
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Y—JlNo. HER FHE &R WVI/E I @RE)
Tool No. Dia.of Mill  Lengthof Cut OverallLength ~ Shank Dia. Numberof Flutes  Price (¥)

FH - HHIHA LRD Y 57105 vioee | 4 | 12 | w0 | 6 | 3 | 20000
Revo Cut Roughing End Mills for Titanium Alloys YT20267 5 15 80 6 4 21,340
YT20268 6 15 90 6 4 23,000

‘ RUNE WO YT20269 8 20 | 100 8 4 26,000
T M S7ts| | hio YT20270 | 10 | 25 | 100 | 10 | 4 | 32000
YT20271 | 12 30 [ 110 | 12 4 36,000

YT20272 | 16 40 | 140 | 16 5 70,340

SRERMEMIABT IV YT20273 | 20 | 45 | 160 | 20 | 6 [109670
The high efficiency roughing end mills Y120274 25 50 180 25 6 195,670

OEIEEE g,
MJl:I'IEIg C%m\ﬁions EHP

RV R F R SRR T AT R L
The high efficiency roughing end mills

FEV HEMAB LRAYE 57405 5I9TR

Revo Cut Roughing End Mills with Corner Radius
for Titanium Alloys i

Y—IWNo. HE I—FR AR 2R Yv//& FIHL @RE) Y—INo. HE I—FR AR &R Wi FH @EE)

Tool No. Dia.of Mill  ComerRadius Lengthof Cut Overall Length - Shank Dia. NumberofFlutes  Price () Tool No. Dia.of Mill  ComerRadius Lengthof Cut Overall Length - Shank Dia.  NumberofFlutes  Price ()
YT20275 3 0.25 10 60 6 3 23,000 YT20306| 12 4 30 110 12 4 45,670
YT20276 3 0.5 10 60 6 3 23,000 YT20307| 13 0.75 40 140 16 5 80,000
YT20277 4 0.25 12 70 6 3 25340 YT20308| 14 0.75 40 140 16 5 76,340
YT20278 4 0.5 12 70 6 3 25340 YT20309| 16 1 40 140 16 5 97,340
YT20279 5 0.25 15 80 6 4 26,670  YT20310| 16 1.5 40 140 16 5 97,340
YT20280 5 0.5 15 80 6 4 26,670 YT20311| 16 2 40 140 16 5 97,340
YT20281 6 0.25 15 90 6 4 28,000 YT20312| 16 2.5 40 140 16 5 97,340
YT20282 6 0.5 15 90 6 4 28,000 YT20313| 16 3 40 140 16 5 97,340
YT20283 6 1 15 90 6 4 28,000  YT20314| 16 3.5 40 140 16 5 97,340
YT20284 6 1.5 15 90 6 4 28,000 YT20315| 16 4 40 140 16 5 97,340
YT20285 7 0.5 20 100 8 4 36,000 YT20316| 16 4.5 40 140 16 5 97,340
YT20286 8 0.25 20 100 8 4 32,000 YT20317| 16 5 40 140 16 5 97,340
YT20287 8 0.5 20 100 8 4 32,000 YT20318| 18 1 40 160 20 6 (120,670
YT20288 8 1 20 100 8 4 32,000 YT20319| 20 1 45 160 20 6 |134,340
YT20289 8 1.5 20 100 8 4 32,000 YT20320| 20 1.5 45 160 20 6 (134,340
YT20290 9 0.5 25 100 10 4 45,670  YT20321| 20 2 45 160 20 6 (134,340
YT20291| 10 0.5 25 100 10 4 40,670  YT20322| 20 2.5 45 160 20 6 |134,340
YT20292| 10 0.75 25 100 10 4 40,670  YT20323| 20 3 45 160 20 6 (134,340
YT20293| 10 1 25 100 10 4 40,670  YT20324| 20 3.5 45 160 20 6 (134,340
YT20294| 10 1.5 25 100 10 4 40,670  YT20325| 20 4 45 160 20 6 |134,340
YT20295| 10 2 25 100 10 4 40,670  YT20326| 20 4.5 45 160 20 6 (134,340
YT20296| 10 2.5 25 100 10 4 40,670  YT20327| 20 5 45 160 20 6 (134,340
YT20297| 10 3 25 100 10 4 40,670  YT20328| 25 1 50 180 25 6 |220,340
YT20298| 12 0.5 30 110 12 4 45,670 YT20329| 25 1.5 50 180 25 6 (220,340
YT20299| 12 0.75 30 110 12 4 45,670  YT20330| 25 2 50 180 25 6 (220,340
YT20300| 12 1 30 110 12 4 45,670  YT20331| 25 2.5 50 180 25 6 |220,340
YT20301| 12 1.5 30 110 12 4 45,670  YT20332| 25 3 50 180 25 6 (220,340
YT20302| 12 2 30 110 12 4 45,670 YT20333| 25 3.5 50 180 25 6 (220,340
YT20303| 12 2.5 30 110 12 4 45,670  YT20334| 25 4 50 180 25 6 |220,340
YT20304| 12 3 30 110 12 4 45,670  YT20335| 25 4.5 50 180 25 6 (220,340
YT20305] 12 3.5 30 110 12 4 45,670  YT20336| 25 5 50 180 25 6 [220,340

PIHIRHE g,

Milling Conditions
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CM END MILLS High Speed Steel

RN2HM

LRAYEFCMIVFIIV INMMR 2889 />a—F
Revo Cut CM End Mills HSS Noncoated 2 Flutes

HSSCO

I\A X HighSp

HRewon—u sl

WHIMA PR RIEMICE D E T/ M AT RI)VE
BEIREOUEDTY,

HSS end mill to match the equipment and machine and

the work piece is one of choice.

*Y—JUNo.

Tool No.

YT22055
YT22056
YT22057
YT22058
YT22059
YT22060
YT22061
YT22062
YT22063
YT22064
YT22065
YT22066
YT22067
YT22068
YT22069
YT22070

HE
Dia. of Mill

HE 2R
Length of Cut  Overall Length
2.5 45
4 45
5 50
6 50
8 50
8 60
8 60
10 60
10 60
12 60
12 60
14 60
14 60
14 60
14 60
18 70

Y%
Shank Dia.

00 00 00 0 O O OOV OOy O

A% (F3)
Price (¥)
1,600
1,460
1,460
1,460
1,180
1,180
1,180
1,180
1,180
1,180
1,180
1,330
1,330
1,330
1,330
1,530

*Y—JUNo.

Tool No.

YT22071
YT22072
YT22073
YT22074
YT22075
YT22076
YT22077
YT22078
YT22079
YT22080
YT22081
YT22082
YT22083
YT22084
YT22085
YT22086

HE
Dia. of Mill
9
9.5

10

HAE 2R
Length of Cut  Overall Length
18 70
18 70
18 70
22 80
22 80
26 85
26 90
30 95
30 95
34 95
34 95
38 110
38 110
45 110
50 120
50 120

Y%
Shank Dia.
10
10
10
12

A% (F3)
Price (¥)
1,530
1,530
1,530
1,950
1,950
2,420
2,420
2,710
2,910
3,480
3,480
4,170
4,170
5,150
5,960
5,960

CLIES S
Milling Condmons

RN4AHM

LEAYFCMIVERSIV INMMR 4FH />3-

Revo Cut CM End Mills HSS Noncoated 4 Flutes

HABRREDRAFTRAERGOTCVET,

It has a minus diameter tolerance.

¢$3~4.5: 25°

jsco [ e [

Y—JUNo. AE AR EX SN2 7% I i () Y—JUNo. AE AR EX SN2 %% I i ()

Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥) Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥)
YT22512 3 10 50 6 1,240 YT22526 10 25 70 10 1,600
YT22513 3.5 12 60 8 1,240 YT22527 11 30 80 12 2,050
YT22514 4 12 60 8 1,240 YT22528 12 30 80 12 2,050
YT22515 4.5 15 60 8 1,240 YT22529 13 35 85 12 2,730
YT22516 5 15 60 8 1,240 YT22530 14 35 90 16 2,730
YT22517 5.5 15 60 8 1,240 YT22531 15 40 95 16 2,850
YT22518 6 15 60 8 1,240 YT22532 16 40 95 16 3,050
YT22519 6.5 20 60 10 1,390 YT22533 17 40 95 16 3,650
YT22520 7 20 60 10 1,390 YT22534 18 40 95 16 3,650
YT22521 7.5 20 60 10 1,390 YT22535 19 45 110 20 4,380
YT22522 8 20 60 10 1,390 YT22536 20 45 110 20 4,380
YT22523 8.5 25 70 10 1,600 YT22537 22 45 110 20 5,400
YT22524 9 25 70 10 1,600 YT22538 24 50 120 25 6,260
YT22525 9.5 25 70 10 1,600 YT22539 25 50 120 25 6,260

eSS e P
Milling Conditions

CM END MILLS High Speed Steel m



CM END IMILLS HighSpeedSteel ¢z uarspecisiir=mmmmmpt
Y—JlNo. FHE HAR &R IE FIH @EEE)
Tool No. Dia.of Mill  Lengthof Cut OverallLength ~ Shank Dia.  Numberof Flutes  Price (¥)

“ R YT21072 5 12 80 6 4 4,970
’-k k4 I~ mMx> I~ YT21073 6 12 80 6 4 4,600
SPMS> 744 77»{/&/? YT21074 7 17 80 8 4 5,100
Revo Cut CM End Mills SPM Roughing Fine pitch YT21075 8 17 85 8 4 5,100
YT21076 10 22 100 10 4 5,700

. YT21077 12 27 110 12 4 7,250

SPM @ YT21078 | 14 27 | 110 | 12 4 7,940
YT21079 15 27 125 16 4 8,950

YT21080 16 33 125 16 4 9,390

=4 R/AY =4 YT21081 18 33 125 16 4 10,400
SR NA ADSREXRMENMITAI Y RV TY, vT21082 | 20 38 145 20 4 12.570
Roughing end mill for highly efficient roughing of high grade YT21083 22 38 145 20 4 14,050
powder metallurgy HSS. YT21084 | 25 43 150 25 5 17,150
YT21085 28 43 160 25 5 21,390

YT21086 30 48 165 25 5 26,620

YT21087 32 55 175 25 5 36,550

YT21088 35 55 175 32 6 43,290

YT21089 40 65 185 32 6 59,470

TR  q)p
Milling Conditions

@ Y—No. FE WE BE W/E IR EEE)
Tool No. Dia.of Mill  Lengthof Cut OverallLength ~ Shank Dia.  Numberof Flutes  Price (¥)

h o— YT23511 5 25 85 6 4 8,840
LkAayk CM“I/I“JI’ Y123512 | 6 | 30 | 8 | 6 | 4 | 8100
SPMS>7«4249 Avy FZ74VEYF YT23513 7 35 90 8 4 9,120
Revo Cut CM End Mills SPM Roughing Long Fine pitch YT23514 8 ES 90 8 4 8,940
YT23515 | 10 45 | 110 | 10 4 9,940

_ LN YT23516 | 12 55 | 125 | 12 4 | 12,49

SPM = YT23517 | 14 | 55 | 125 | 12 4 | 13,650
30 YT23518 | 15 55 140 16 4 | 16,340

YT23519 | 16 75 | 140 | 16 4 | 16,850

R Ry < = YT23520 | 18 75 | 140 | 16 4 | 19,400
IR NA ADSREXRMBENMITAI VRV TY, YT23521 20 80 145 20 4 20,370
Roughing end mill for highly efficient roughing of high grade YT23522 25 90 160 25 5 23,270
powder metallurgy HSS. YT23523 | 30 90 165 25 6 31,470
PEEE 31,

Milling Conditions
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CM END MILLS R Revacut
RV2CM-1D

EEYIHIS A4 GBYIE) EEYIHIS M4 (RIEEIE)
Recommended Milling Conditions (Slotting) Recommended Milling Conditions (Side Milling)
*&‘ﬁl_]ﬂ 3Fﬁ‘ﬁﬂﬂ Non alloy steels ‘S‘ﬁﬁm Alloy steels *&‘ﬁl_]ﬁ 3F€|‘ﬁ§]ﬁ Non alloy steels ‘S‘ﬁﬁﬁl Alloy steels
S & Aloy steels ) =" 4 B & Aloy steels ) > o E
M\g/toer:al %ﬁﬁﬂst iro)r/*n m%ﬁﬂ] Heat Resistant Steels XS?al- nl/e sEjsteer?ﬁ M\,;/toerrl;al %gﬁist Iro)r/1 m%ﬁﬂ] Heat Resistant Steels xS?al- nl/e SE/steer?ﬂ
(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
e EER %Y EEM %Y EER %Y e EER %Y EEM %Y EER %Y
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mim™") (mm/min) (mim) (mm/min) (mim) (mm/min) (mim™") (mm/min) (mim™") (mm/min) (mim) (mm/min)
0.5 19,350 75 14,510 40 11,970 105 0.5 27,640 105 20,730 55 17,100 150
0.6 18,200 85 13,630 45 10,350 115 0.6 26,000 120 19,470 65 14,790 165
0.7 17,280 95 12,960 50 9,230 125 0.7 24,690 135 18,510 70 13,190 180
0.8 16,670 105 12,490 55 8,360 130 0.8 23,810 150 17,840 80 11,940 185
0.9 15,170 110 11,390 60 7,710 135 0.9 21,670 155 16,270 85 11,010 195
1 14,000 110 10,500 55 7,140 140 1 20,000 155 15,000 80 10,200 200
1.1 12,500 110 9,140 60 6,510 130 1.1 17,860 155 13,060 85 9,300 185
1.2 11,250 110 8,010 60 5,970 120 1.2 16,070 155 11,440 85 8,530 170
1.3 10,190 105 7,050 60 5,510 110 1.3 14,560 150 10,070 85 7,870 155
1.4 9,280 105 6,230 55 5,120 100 1.4 13,260 150 8,900 80 7,310 145
1.5 8,400 105 5,500 50 4,760 95 1.5 12,000 150 7,860 70 6,800 135
1.6 7,960 110 5,210 65 4,460 85 1.6 11,370 155 7,440 95 6,370 120
1.7 7,490 115 4,940 70 4,180 80 1.7 10,700 165 7,060 100 5,970 115
1.8 7,070 120 4,700 75 3,930 75 1.8 10,100 170 6,710 105 5,610 105
1.9 6,700 125 4,490 80 3,700 70 1.9 9,570 180 6,410 115 5,290 100
2 6,480 130 4,240 85 3,540 65 2 9,260 185 6,060 120 5,060 95
2.1 6,210 130 4,150 85 3,400 65 2.1 8,870 185 5,930 120 4,860 95
2.2 6,080 130 4,020 85 3,300 65 2.2 8,690 185 5,740 120 4,710 95
2.3 5,950 135 3,900 85 3,210 70 2.3 8,500 195 5,570 120 4,590 100
24 5,840 135 3,790 90 3,130 70 24 8,340 195 5410 130 4,470 100
2.5 5,740 140 3,670 90 3,070 75 2.5 8,200 200 5,240 130 4,390 105
2.6 5,560 140 3,550 90 2,940 75 2.6 7,940 200 5,070 130 4,200 105
2.7 5,400 145 3,420 95 2,830 75 2.7 7,710 205 4,890 135 4,040 105
2.8 5,250 145 3,300 95 2,730 80 2.8 7,500 205 4,710 135 3,900 115
2.9 5,110 145 3,180 95 2,630 80 2.9 7,300 205 4,540 135 3,760 115
3 5,000 150 3,120 100 2,590 85 3 7,140 215 4,460 145 3,700 120
3.1 4,890 155 3,020 100 2,500 85 3.1 6,990 220 4,310 145 3,570 120
3.2 4,790 165 2,960 105 2,450 85 3.2 6,840 235 4,230 150 3,500 120
3.3 4,710 170 2,910 105 2,400 90 3.3 6,730 245 4,160 150 3,430 130
34 4,620 175 2,860 110 2,360 90 34 6,600 250 4,090 155 3,370 130
3.5 4,550 180 2,820 115 2,320 95 3.5 6,500 255 4,030 165 3,310 135
3.6 4,470 190 2,780 115 2,280 95 3.6 6,390 270 3,970 165 3,260 135
3.7 4,400 195 2,740 120 2,250 95 3.7 6,290 280 3,910 170 3,210 135
3.8 4,340 200 2,700 120 2,210 100 3.8 6,200 285 3,860 170 3,160 145
3.9 4,280 205 2,660 125 2,180 100 3.9 6,110 295 3,800 180 3,110 145
4 4,240 210 2,590 125 2,170 105 4 6,060 300 3,700 180 3,100 150
4.1 4,140 210 2,560 125 2,100 105 4.1 5,910 300 3,660 180 3,000 150
4.2 4,060 215 2,500 130 2,060 105 4.2 5,800 305 3,570 185 2,940 150
4.3 3,990 215 2,440 130 2,020 105 4.3 5,700 305 3,490 185 2,890 150
4.4 3,920 215 2,390 130 1,980 105 4.4 5,600 305 3,410 185 2,830 150
4.5 3,860 215 2,330 130 1,950 105 4.5 5,510 305 3,330 185 2,790 150
4.6 3,790 215 2,280 130 1,910 110 4.6 5,410 305 3,260 185 2,730 155
4.7 3,730 220 2,230 130 1,880 110 4.7 5,330 315 3,190 185 2,690 155
4.8 3,670 220 2,190 135 1,840 110 4.8 5,240 315 3,130 195 2,630 155
4.9 3,620 220 2,140 135 1,810 110 4.9 5,170 315 3,060 195 2,590 155
5 3,540 220 2,110 135 1,770 110 5 5,060 315 3,010 195 2,530 155
5.1 3,510 225 2,070 135 1,760 110 5.1 5,010 320 2,960 195 2,510 155
5.2 3,460 225 2,040 140 1,740 115 5.2 4,940 320 2,910 200 2,490 165
53 3,420 230 2,020 140 1,720 115 53 4,890 330 2,890 200 2,460 165
54 3,370 230 1,990 140 1,700 115 54 4,810 330 2,840 200 2,430 165
5.5 3,330 235 1,970 145 1,680 115 5.5 4,760 335 2,810 205 2,400 165
5.6 3,290 235 1,940 145 1,660 120 5.6 4,700 335 2,770 205 2,370 170
5.7 3,240 235 1,920 145 1,640 120 5.7 4,630 335 2,740 205 2,340 170
5.8 3,210 240 1,900 150 1,620 120 5.8 4,590 345 2,710 215 2,310 170
5.9 3,170 240 1,880 150 1,610 125 5.9 4,530 345 2,690 215 2,300 180
6 3,120 245 1,880 155 1,590 125 6 4,460 350 2,690 220 2,270 180
D
N = Ap: 0.15D(D=1) — — N = 0.5D 0.5D
gﬁ?ﬁ 02D(1<D=3) Apr gﬁ?ﬁ EL EL
05DG<D) 0.05D 003D




CM END MILLS

RV2CM-2D

BAYEISRME (BUIHD)

Recommended Milling Conditions (Slotting)

IES S

EAEY)EISE M (RIE )
Recommended Milling Conditions (Side Milling)

Neswye—u ok

ﬁiﬂﬁl Carbon steels

‘Sﬁﬁm Alloy steels

ﬁiﬂﬁl Carbon steels

‘Sﬁﬁm Alloy steels

*&HUM = Alloy steels == E *&HUM = Alloy steels == E
Mv;/tcérr;;al %ﬁﬁz“ iroi; T E 8 1ool Steels XSZ"_ nl/e sE/steerﬁﬂ Mv;/tcé,r;;al %iﬁiﬁ iroi; T E 8 1ool Steels XSZ"_ nI/e sE/steerﬁﬂ
(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
e EEK ®Y O EER %Y EEM %Y e EEK ®Y O EER %Y EEM %Y
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mim?! (mm/min) (mim") (mm/min) (mim") (mm/min) (mim! (mm/min) (mim 1) (mm/min) (mim1) (mm/min)
1 14,000 110 10,500 55 7,140 140 1 20,000 155 15,000 80 (10,200 200
1.5 8,400 105 3,600 50 4,760 95 1.5 | 12,000 150 7,860 70 6,800 135
2 6,480 130 4,240 85 3,540 65 2 9,260 185 6,060 120 5,060 95
25 5,740 140 3,670 90 3,065 75 25 8,200 200 5,240 130 4,380 105
3 5,000 150 3,120 100 2,590 85 3 7,140 215 4,460 145 3,700 120
4 4,240 210 2,590 125 2,170 105 4 6,060 300 3,700 180 3,100 150
5 3,540 220 2,110 135 1,770 110 5 5,060 315 3,010 195 2,530 155
6 3,120 245 1,880 155 1,590 125 6 4,460 350 2,690 220 2,270 180
7 2,680 255 1,610 145 1,350 125 7 3,830 365 2,300 205 1,930 180
8 2,350 265 1,410 140 1,175 125 8 3,360 380 2,010 200 1,680 180
9 2,060 250 1,255 125 1,050 120 9 2,940 355 1,790 180 1,500 170
10 1,820 230 1,120 110 945 110 10 2,600 330 1,600 155 1,350 155
11 1,665 210 1,020 100 840 100 11 2,380 300 1,460 145 1,200 145
12 1,540 195 950 90 765 90 12 2,200 | 280 1,360 130 1,090 130
14 1,365 170 840 85 665 85 14 1,950 245 1,200 120 950 120
15 1,295 160 805 80 630 80 15 1,850 230 1,150 115 900 115
16 1,230 155 765 75 595 75 16 1,760 220 1,090 105 850 105
18 1,350 130 665 65 525 65 18 1,480 185 950 95 750 95
20 945 120 595 55 470 55 20 1,350 170 850 80 670 80
22 860 105 540 55 435 50 22 1,230 150 770 80 620 70
24 790 100 490 50 400 45 24 1,130 145 700 70 570 65
25 765 90 470 50 385 40 25 1,090 130 670 70 550 55
D
mazm UL L] —ry D
Depth of Cut 0.5D(3<D) P Depth of Cut




CM END MILLS

RV2CM-3D

BAYFISRE (BUIHD)

Recommended Milling Conditions (Slotting)

eSS

Neswye—u ok

EAEY)EISE M (RIEtIE)
Recommended Milling Conditions (Side Milling)

le':iﬁﬁl Carbon steels

ﬁ‘ﬁﬂﬂ Alloy steels

le':iﬁﬁl Carbon steels

ﬁ‘ﬁﬂﬂ Alloy steels

#H I BEE Aoy steels T 4 #ER BEE Aoy steels 7 ;
M\g/toerrl;al % Castiroﬁ T E#f Tool Steels xS?a;rﬂ/e SE/steer?ﬁ M\g/toerrl;al S Castiroﬁ T E#f Tool Steels xS?a;rﬂ/e SE/steer?ﬁ
(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
e EER %Y EEM %Y EER %Y e EER %Y EEM %Y EER %Y
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mim?! (mm/min) (mim1) (mm/min) (mim™) (mm/min) (mim (mm/min) (mim") (mm/min) (mim™) (mm/min)
1 11,430 40 10,490 30 7,140 70 1 16,330 55 14,990 45 10,200 100
15 6,855 40 5,480 30 4,760 50 1.5 9,790 55 7,830 45 6,800 70
2 5,290 50 4,235 40 3,540 35 2 7,560 70 6,050 55 5,060 50
25 4,340 55 3,490 45 3,065 40 25 6,200 80 4,990 65 4,380 55
3 3,705 60 2,995 50 2,590 45 3 5,290 85 4,280 70 3,700 65
4 2,995 70 2,385 60 2,170 55 4 4,280 100 3,410 85 3,100 80
5 2,560 90 2,030 70 1,770 55 5 3,660 130 2,900 100 2,530 80
6 2,210 105 1,765 90 1,590 65 6 3,160 150 2,520 130 2,270 95
7 1,905 110 1,515 90 1,350 65 7 2,720 155 2,160 130 1,930 95
8 1,680 110 1,330 90 1,175 65 8 2,400 155 1,900 130 1,680 95
9 1,535 110 1,230 90 1,050 60 9 2,190 155 1,760 130 1,500 85
10 1,415 110 1,150 90 945 55 10 2,020 155 1,640 130 1,350 80
11 1,270 100 1,055 85 840 50 11 1,810 145 1,510 120 1,200 70
12 1,150 90 975 80 765 45 12 1,640 130 1,390 115 1,090 65
14 1,050 85 845 70 665 45 14 1,500 120 1,210 100 950 65
15 1,010 80 795 70 630 40 15 1,440 115 1,140 100 900 55
16 975 80 750 65 595 40 16 1,390 115 1,070 95 850 55
18 825 70 655 50 525 35 18 1,180 100 940 70 750 50
20 705 60 575 40 470 30 20 1,010 85 820 55 670 45
22 665 55 530 35 435 25 22 950 80 760 50 620 35
24 635 55 490 35 400 25 24 910 80 700 50 570 35
25 625 | 50 475 | 30 385 | 20 25 890 | 70 680 | 45 550 | 30
D D
ThAdE 03Dr O,SDT ThAdE 0 _L 1o _L
Depth of Cut Depth of Cut
(UPTO ¢3 : 0.4mm) (UPTO ¢3 :0.2D) LAM L.;M
RV2CM-5D
EAEYNEISRM (BT EAEYNEISRAF (RIEtIE)
Recommended Milling Conditions (Slotting) Recommended Milling Conditions (Side Milling)
I FES &8 Nonalloy steels B & Alloy steels I FES & & Nonalloy steels B & Alloy steels
FHEK Castiron . o §&8% Castiron ) o a
Mv;/toerrli(al £ 28 Aoy steels Tt A8 Heat resistant steels XS?al- ré sls/stexegm Mv;/toerrli(al £ 28 Aoy steels Tt A8 Heat resistant steels XS?al- rg sls/stexegm
(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
PE  EEE % EER % EER Y PE  EEE % EER ® EER Y
Dia. of Mill Rotation . Rotation . Rotation Feed Dia. of Mill Rotation . Rotation Feed Rotation .
(mim™) (mm/min) (mim™) (mm/min) (mim) (mm/min) (mim™) (mm/min) (mim™) (mm/min) (mim) (mm/min)
3 2,965 50 2,395 40 2,070 35 3 4,240 70 3,420 55 2,960 50
4 2,395 55 1,910 50 1,735 45 4 3,420 80 2,730 70 2,480 65
5 2,050 70 1,625 55 1,415 45 5 2,930 100 2,320 80 2,020 65
6 1,770 85 1,410 70 1,270 50 6 2,530 120 2,010 100 1,810 70
7 1,525 90 1,210 70 1,080 50 7 2,180 130 1,730 100 1,540 70
8 1,345 90 1,065 70 940 50 8 1,920 130 1,520 100 1,340 70
9 1,230 90 965 70 840 45 9 1,760 130 1,410 100 1,200 65
10 1,130 90 920 70 755 45 10 1,610 130 1,310 100 1,080 65
11 1,015 80 845 65 670 40 11 1,450 115 1,210 95 960 55
12 920 70 780 65 610 35 12 1,310 100 1,110 95 870 50
14 840 70 675 55 530 35 14 1,200 100 960 80 760 50
15 810 65 635 55 505 30 15 1,160 95 910 80 720 45
16 780 65 600 50 475 30 16 1,110 95 860 70 680 45
18 660 55 525 40 420 25 18 940 80 750 55 600 35
20 565 50 460 30 375 25 20 810 70 660 45 540 35
25 500 40 380 25 310 15 25 710 55 540 35 440 20
b .
TIABE . 3DT TIABE 50 200 —L
Depth of Cut § Depth of Cut

- 0.01D 0.01D




CM END MILLS

RN2CM-3D

BAYEISRME (BUIHD)

Recommended Milling Conditions (Slotting)

IES S

EAEY)EISE M (RIE )
Recommended Milling Conditions (Side Milling)

Neswye—u ok

3F‘Sﬁﬁ]ﬁ Non alloy steels

‘S‘ﬁﬂﬂ Alloy steels

3Fﬁﬁﬁﬁ Non alloy steels

‘S‘ﬁﬂﬁl Alloy steels

A4 BL Aloysteels ; =~ : L) B &M Aloysteels : ab ;
M\,;/toerrl;al ﬁ & P Iro)r/1 m%ﬂﬁ] Heat Resistant Steels XSZ; nl/e SE/stexefﬁ Mv;/toerrl;al ﬁ & P iro)r/1 m%ﬂﬁ] Heat Resistant Steels ngné SE/stexefﬁ
(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
STRENGTH ~1000N/mm? 1000~1500N/mm? - STRENGTH ~1000N/mm? 1000~1500N/mm? -
e EER %Y EEM %Y EER e EER %Y EEM %Y EER %
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mim™) (mm/min) (mim™) (mm/min) (mim™) (mm/min) (mim'™) (mm/min) (mim™) (mm/min) (mim™") (mm/min)
1 8,000 30 7,340 20 5,000 50 1 11,430 40 10,490 30 7,140 70
1.5 4,800 30 3,840 20 3,330 35 1.5 6,850 40 5,480 30 4,760 50
2 3,700 35 2,960 30 2,480 25 2 5,290 50 4,240 40 3,540 35
2.5 3,040 40 2,440 30 2,150 30 2.5 4,340 55 3,490 45 3,070 40
3 2,590 40 2,100 35 1,810 30 3 3,700 60 3,000 50 2,590 45
4 2,100 50 1,670 40 1,520 40 4 3,000 70 2,390 60 2,170 55
5 1,790 65 1,420 50 1,240 40 5 2,560 90 2,030 70 1,770 55
6 1,550 75 1,240 65 1,110 45 6 2,210 105 1,760 90 1,590 65
7 1,330 75 1,060 65 950 45 7 1,900 110 1,510 90 1,350 65
8 1,180 75 930 65 820 45 8 1,680 110 1,330 90 1,180 65
9 1,070 75 860 65 740 40 9 1,530 110 1,230 90 1,050 60
10 990 75 810 65 660 40 10 1,410 110 1,150 90 950 55
11 890 70 740 60 590 35 11 1,270 100 1,060 85 840 50
12 810 65 680 55 540 30 12 1,150 90 970 80 760 45
14 740 60 590 50 470 30 14 1,050 85 850 70 670 45
15 710 55 560 50 440 30 15 1,010 80 800 70 630 40
16 680 55 530 45 420 30 16 970 80 750 65 600 40
18 580 50 460 35 370 25 18 830 70 660 50 530 35
20 490 40 400 30 330 20 20 710 60 570 40 470 30
22 470 40 370 25 300 20 22 670 55 530 35 430 25
24 440 40 340 25 280 20 24 640 55 490 35 400 25
25 440 35 330 20 270 15 25 620 50 480 30 390 20
D D
YA 0.3Dr O_SDT YA 250 0 _L
Depth of Cut Depth of Cut
(UPTO ¢3 : 0.4mm) (UPTO ¢3 : 0.4mm) oo oo
RV3CM-S, RV3CM-R
EAELHISRAF (GBYIEI)
Recommended Milling Conditions (Slotting)
A gl mild steels RZ=E Carbon steels g%ﬁ é”;]%ﬁee's SREEH Hardened steels
FRZEM Carbon steels & Hil Structure steels — _
Mva\‘{(zrrl;al %zﬂﬁgasﬂmn SEH Aloy steels F1)IN— K88 Prehardened steels AT LA Stainless steels
(~HRC20) (HRC20~HRC30) (HRC30~HRC35) (HRC35~HRC40)
D& Gz 3#1) BE= %) EE= 2%1) BE=Y =)
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mim) (mm/min) (mim™) (mm/min) (mim) (mm/min) (mimT) (mm/min)
2 17,350 210 15,600 235 12,890 195 9,230 55
3 11,570 245 10,400 310 8,590 260 6,150 75
4 8,670 275 7,800 350 6,450 290 4,620 95
5 6,940 290 6,240 375 5,160 310 3,690 110
6 5,780 295 5,200 375 4,300 310 3,080 120
7 4,960 305 4,460 375 3,680 310 2,640 125
8 4,340 310 3,900 375 3,220 310 2,310 130
9 3,860 315 3,470 365 2,860 300 2,050 135
10 3,470 310 3,120 355 2,580 295 1,850 140
12 2,890 310 2,600 360 2,150 295 1,540 140
14 2,480 300 2,230 335 1,840 275 1,320 135
16 2,170 295 1,950 315 1,610 260 1,150 130
18 1,930 295 1,730 310 1,430 255 1,030 130
20 1,730 295 1,560 310 1,290 255 920 125
D
thAdE B

Depth of Cut

0.5D

@ CMEND MILLS



CM END MILLS

RV4A4CM-2D

EEYEISEM (RIEtIE)
Recommended Milling Conditions (Side Milling)

IES S

RV4ACM-3D

EEYFISEM (IEtIE)
Recommended Milling Conditions (Side Milling)

Neswye—u ok

le':iﬁﬁ_l Carbon steels
WHI SEM Aloy steels

ﬁ‘ﬁﬂﬂ Alloy steels

l‘fx':iﬂﬁl Carbon steels

ﬁ‘ﬁﬂﬁ Alloy steels

== E *&HUM = Alloy steels == E
M\g/toerrl;al S8 Costion T E#f Tool Steels xS?a;rﬂ/e SE/steer?ﬁ M\,;/toerrl;al %ﬁﬂzstimﬁ T E#f Tool Steels xS?a;rﬂ/e SE/stexelfﬁﬂ
(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
e EER %Y EEm %Y EER %Y e EER %Y EEM %Y EER %Y
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mim™") (mm/min) (mim™") (mm/min) (mim) (mm/min) (mim™") (mm/min) (mim™") (mm/min) (mim) (mm/min)
2 8,090 195 5,290 120 4,410 100 3 4,320 160 2,500 70 3,230 60
2.5 7,170 210 4,590 130 3,820 110 4 3,500 195 1,990 80 2,720 100
3 6,240 225 3,890 140 3,230 120 5 2,990 250 1,695 98 2,210 105
4 5,290 400 3,230 245 2,720 200 6 2,575 300 1,470 | 125 1,990 115
5 4,410 420 2,650 250 2,210 210 7 2,225 310 1,260 | 125 1,690 120
6 3,890 460 2,350 290 1,990 230 8 1,960 320 1,105 125 1,470 125
7 3,355 485 2,015 275 1,690 240 9 1,785 320 1,025 125 1,315 115
8 2,940 500 1,760 270 1,470 245 10 1,645 320 960 125 1,180 105
9 2,575 470 1,570 240 1,315 225 11 1,480 280 880 115 1,050 100
10 2,280 430 1,400 210 1,180 210 12 1,345 250 810 | 110 950 85
11 2,085 400 1,280 195 1,050 195 14 1,225 235 700 | 100 835 80
12 1,920 365 1,180 175 950 170 15 1,177 230 662 95 790 75
14 1,710 320 1,050 160 835 160 16 1,135 225 625 90 770 70
15 1,620 305 1,010 151 790 151 18 965 190 540 75 660 65
16 1,540 285 950 140 770 140 20 825 160 475 65 590 55
18 1,295 245 835 125 660 125 22 750 145 435 60 545 45
20 1,175 225 740 110 590 105 24 700 135 410 55 500 45
22 1,075 200 670 100 545 90 25 680 130 400 55 475 40
24 990 185 615 90 500 90
25 950 175 590 90 475 85
t}]i&ajé 1.0DE|_‘ tﬂi&&é Z.SDEL W.ODL
Depth of Cut Depth of Cut
0.05D 0.05D - 0.05D
RV4C M - 5 AT ELIHE)
Recommended Milling Conditions (Side Milling)
Ik FES LR Nonaloysteels SEHH Aloy steels .
Mv:toerrli(al gg ﬁ; Sillrg; steels TRHERER Heat resistant steels ;(s?a;nﬁsls/ségﬂ
(~HRC30) (HRC30~HRC45)
T8 B 3%1) EERT %) BE 3%1)
Dia. Of mill Rotation Feed Rotation Feed Rotation Feed
(mim) (mm/min) (mim'T) (mm/min) (mim) (mm/min)
3 3,025 110 1,750 50 2,260 40
4 2,450 135 1,395 55 1,905 70
5 2,095 175 1,185 70 1,545 75
6 1,805 210 1,030 90 1,395 80
7 1,560 215 880 90 1,185 85
8 1,370 225 775 90 1,030 90
9 1,250 225 720 90 920 80
10 1,150 225 670 90 825 75
11 1,035 195 615 80 735 70
12 940 175 565 75 665 60
14 860 165 490 70 585 55
15 825 160 465 65 555 55
16 795 160 440 65 540 50
18 675 135 380 55 460 45
20 580 110 335 45 415 40
25 475 90 280 40 335 30
t}JiAa’.E 3,5D:{:|_‘ 2.0DE|_‘
Depth of Cut
0.01D 0.01D




CM END MILLS
RV2CMCR

BAYEISRME (BUIHD)

Recommended Milling Conditions (Slotting)

IES S

EAEY)EISE M (RIE )
Recommended Milling Conditions (Side Milling)

AL fﬁﬁﬂﬂ Non-aloyed steels & & ] Alloy steels
5B Aloy steels Tt AL EfH] Heat resistant steels

27V AR
Work
Magria 8% Castlron

Stainless steels

AL FES L) Nonalloyed steels &y &£ Alloy steels
S
S8l Aloy secls Tt A0 Heat resistant steels

eI L
Work
Matoerria| &8 Castlron

Stainless steels

Neswye—u ok

(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
STRENGTH ~1000N/mm? 1000~1500N/mm? — STRENGTH ~1000N/mm? 1000~1500N/mm? -
e EER %Y EEM %Y EER e EER %Y EEM %Y EER %
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mimT) (mm/min) (mimT) (mm/min) (mimT) (mm/min) (mimT) (mm/min) (mimT) (mm/min) (mim™) (mm/min)
1 15,400 120 11,550 60 7,850 155 1 22,000 170 16,500 85 11,210 220
1.5 9,240 115 6,050 55 5,240 105 1.5 13,200 165 8,640 80 7,490 150
7,130 145 4,660 95 3,890 70 2 10,190 205 6,660 135 5,560 100
2.5 6,310 155 4,040 100 3,370 85 2.5 9,010 220 5,770 145 4,810 120
3 5,500 165 3,430 110 2,850 95 3 7,860 235 4,900 155 4,070 135
4 4,660 230 2,850 140 2,390 115 4 6,660 330 4,070 200 3,410 165
5 3,890 240 2,320 150 1,950 120 5 5,560 345 3,310 215 2,790 170
Ap UPTO ¢3:02XD Ap 1.0XD
OVER ¢3:0.5%XD Ae 0.05XD
. . k#,‘ . _ APL
Ae
EAEVEISRM (BUIH) EAEYNEISRAF (RIEUIE)
Recommended Milling Conditions (Slotting) Recommended Milling Conditions (Side Milling)
p— FES & Non-loyedsteels By & EH Alloy steels I FES S ) Non-dlloyed steels By & Alloy steels
E L8/ Aloy steels ) > = Alloy steels ) >
Mv;/tzrrli(al %ﬁﬁist o Tt A8 Heat resistant steels ZStjal- rg sls/stexegm Mv;/tzrrli(al %gﬁ(ﬂq el Tt A8 Heat resistant steels ZStjal- rg sls/stexegm
(~HRC30) (HRC30~HRC45) (~HRC30) (HRC30~HRC45)
STRENGTH ~1000N/mm? 1000~1500N/mm? — STRENGTH ~1000N/mm? 1000~1500N/mm? —
PE EEM % EER %Y EEM % PE EEM % EER %Y EEM %
Dia. of Mill Rotation X Rotation X Rotation 5 Dia. of Mill Rotation . Rotation X Rotation X
(mimT) (mm/min) (mimT) (mm/min) (mimT) (mm/min) (mim'T) (mm/min) (mimT) (mm/min) (mim™") (mm/min)
6 3,000 355 1,810 225 1,530 180 6 4,280 505 2,590 320 2,190 255
8 2,260 385 1,360 205 1,130 190 8 3,230 550 1,940 295 1,620 270
10 1,760 335 1,080 160 910 160 10 2,510 475 1,540 230 1,300 230
12 1,480 280 910 135 740 130 12 2,110 400 1,300 195 1,050 185
Ap 1.0XD
Ap 03xD Ae 0.05XD
D
AKE ABE ApL
Depth of Cut APT Depth of Cut
Ae




CM END MILLS e Revacut
RVHCM-S

EEYEISE M (IEtIE)
Recommended Milling Conditions (Side Milling)

ﬁ‘ﬁﬂ] Alloy steels

Hvec:{l?lj TR EAER Heat resistant steels P betrdeds
Material
(HRC30~-HRC40) (HRC40~HRC55) (HRC55~HRC65) (HRC65~HRC70)
& BE 3%1) BE= %) EE= 2%1) EE 3%1)
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mim) (mm/min) (mim™") (mm/min) (mim) (mm/min) (mim) (mm/min)
3 13,200 970 9,600 625 7,680 455 5,040 265
4 9,600 1,010 7,200 660 5,760 480 3,840 280
5 7,650 920 6,050 750 4,600 495 3,050 345
6 6,360 1,500 5,040 1,045 3,840 720 2,520 430
8 4,800 1,500 3,840 1,070 2,880 720 1,920 430
10 3,840 1,450 3,000 995 2,280 685 1,560 420
12 3,240 1,355 2,520 935 1,920 650 1,320 395
14 2,730 1,320 2,180 920 1,600 630 1,070 325
16 2,400 1,300 1,920 910 1,440 625 960 370
18 2,120 1,610 1,700 1,090 1,280 750 850 450
20 1,920 1,210 1,560 1,130 1,200 660 720 410
25 1,560 1,370 1,200 925 960 670 610 385
tﬂi&&i 1.5DL 1.5D:{; 1.5DL 1.5DL
Depth of Cut
0.1D 0.06D 0.04D 0.04D

RVHCM-L RV2BCM

EEYIHIS M (RIEEIE) EEYHIS G
Recommended Milling Conditions (Side Milling) Recommended Milling Conditions
B & Aloy steels - 1 JEE I Nonaloysteels B & Aloy steels -
HWE;{F T ERER Heat resistant steels AREIEA Hardened secls ?&Véojrk*j B LM Aloy steels e [— SREE M Hardened steels
Material Material K castiron
(HRC30~HRC40) (HRC40~HRC55) (HRC55~HRC65) (~HRC30) (HRC30~HRC45) (HRC45~HRC55)
TR EIE=¢ be) EIER be) Bk pe)) R EIER<¢ t-3J) (EIER<¢ -3 (EIER<¢ b+
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Radius Rotation Feed Rotation Feed Rotation Feed
(mim™) (mm/min) (mim) (mm/min) (mim™) (mm/min) (mim) (mm/min) (mim) (mm/min) (mim) (mm/min)
6 3,180 770 3,180 575 2,540 455 0.5 14,180 225 | 11,450 180 5,220 100
8 2,390 720 2,390 575 1,910 455 0.75 | 14,185 315 | 10,925 245 4,790 110
10 1,910 685 1,910 575 1,520 455 1 12,960 675 9,630 440 4,210 135
12 1,580 660 1,580 575 1,270 455 1.5 11,790 610 9,000 415 4,070 135
16 1,190 575 1,190 505 960 410 9,450 665 7,560 480 3,780 160
20 960 660 960 695 770 560 5 8,225 740 6,570 520 3,310 160
25 770 550 770 490 610 395 7,640 920 6,210 745 2,860 170

2

2

3

4 6,445 | 1,160 5,195 830 | 2,225 200
5 5,730 | 1,380 4,580 920 1,835 205
6 5,255 | 1,575 4,175 | 1,000 1,575 220
7 4,810 | 1,585 3,850 | 1,000 1,346 220
8 4,295 | 1,550 3,400 955 1,215 220
9 3,980 | 1,520 3,180 955 1,112 225
10 3,725 | 1,495 2,935 935 999 225
12.5 3,210 | 1,415 2,565 925 900 235

YHAHE 3.0D ARE | A Ae 1 0.2mm (0.5R~3R) Ae : 0.2mm (0.5R~3R)
Depth of Cut tgepth o a 0.3mm (4R~12.5R) 0.3mm (4R~12.5R)

0.01D Cut Ap : 0.2D Ap : 0.1D




CM END MILLS

tIkISR Rewvoc ol

RVSPCM-S, RVSPCM-L,
RVSPCM-LN

BRI A GBIHED)

Recommended Milling Conditions (Slotting)

BRI (REtIE)

Recommended Milling Conditions (Side Milling)

;'Ziiﬂﬂ Carbon steels ﬁiﬂﬁ Carbon steels }'Ziiﬂﬂ Carbon steels ﬁiﬂﬁ Carbon steels
?&ﬁ'UH gﬁﬂiﬂas :lrlc?: steels ggﬂzs ::Iz: steels ?&ﬁ"]ﬁ gﬁﬁiﬂ tA'Iloy steels gﬁﬂ? tA.IIc)y steels
astiron ast iron
Mv:t:-li(m T E#H Toolsteels TE#H Toolsteels Mv:t:-li(m TE#H Toolsteels TE#H Toolsteels
T I\— R /8H Prehardened steels TVYIN— R /8 Prehardened steels
(~HRC25) (HRC25~HRC40) (~HRC25) (HRC25~HRC40)
=2 %540 x4 [EI%540 x4 =2 %540 %) [EI%540 x4
ngoi:,\tm” Rotation Feed Rotation Feed ngoi:,\tm” Rotation Feed Rotation Feed
’ (mim") (mm/min) (mim") (mm/min) ’ (mim") (mm/min) (mim") (mm/min)
6 12,000 1,550 10,600 1,100 6 15,800 2,570 14,300 1,850
8 9,000 1,650 8,100 1,180 8 11,900 2,700 10,700 1,950
10 7,200 1,650 6,400 1,180 10 9,500 2,700 8,500 1,950
12 6,000 1,540 5,400 1,140 12 8,000 2,570 7,100 1,850
16 4,500 1,500 4,100 1,050 16 6,000 2,450 5,400 1,750
20 3,600 1,330 3,200 900 20 4,800 2,140 4,300 1,500
—— E—
UhAHE YPAH S 1.00 1.0D
Depth of Cut 1.0D 08D Depth of Cut

0.5D 0.35D




RVRCM

BAYFISRM (BUIHD)

Recommended Milling Conditions (Slotting)

CM END MILLS

VISR Rewvoc ol

EEYFISEM (IEtIE)
Recommended Milling Conditions (Side Milling)

RZ=E Carbon steels

SEH Aloy steels

SEH Aloy steels

REEH Cabonsteels & Aloy steels SEHH Aloy steels

Hl Bl
*&V\ijrk*zt éﬁﬁﬁ] Alloysteels m#&ﬁﬂ Heat resistant steels mﬂ%ﬂﬂﬁl Heat resistant steels *&V\ijrk*zt éﬁﬁﬁ] Alloysteels m#&ﬁﬂ Heat resistant steels mﬂ%ﬂﬂﬁl Heat resistant steels
Material FHER Castion Material FHEX Castion
(~HRC30) (HRC30~HRC45) (HRC30~HRC45) (~HRC30) (HRC30~HRC45) (HRC30~HRC45)
e EEM %Y EER %Y EER Y e EEM % EER %Y EER 2
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mim ™) (mm/min) (mim 1) (mm/min) (mim™) (mm/min) (mimT) (mm/min) (mim 1) (mm/min) (mim™) (mm/min)
4 6,570 395 5,180 215 3,510 120 4 9,390 565 7,400 310 5,010 170
5 5,260 345 4,140 195 2,810 105 5 7,510 495 5,920 275 4,010 150
6 4,380 330 3,450 180 2,340 100 6 6,260 470 4,930 260 3,340 140
8 3,260 295 2,560 160 1,760 90 8 4,660 420 3,660 230 2,510 125
10 2,580 415 2,140 240 1,430 130 10 3,690 590 3,060 345 2,040 185
12 2,250 405 1,670 210 1,170 120 12 3,210 580 2,390 300 1,670 170
14 1,910 400 1,450 210 1,000 115 14 2,730 570 2,070 300 1,430 165
16 1,690 405 1,350 225 920 120 16 2,410 580 1,930 325 1,310 175
20 1,350 435 1,000 225 670 120 20 1,930 620 1,430 320 950 170
25 1,200 545 900 285 610 155 25 1,720 775 1,290 405 870 220
D
YhAFHE| Ap: 075D T 7] B ] YPAHE ZISDEL LODEL
DepthofCut|  (Ap Max=15mm) AP O'SD( Depth of Cut

0.05D 0.05D

RVRCM-L, RVRCM-LN

BRI (BRI

Recommended Milling Conditions (Slotting)

E AR (RImEtIE)
Recommended Milling Conditions (Side Milling)

FES LM Nonalloy steels &S Alloy steels

& & 8 Alloy steels

FES L8 Nonalloysteels E S Alloy steels & & 8 Alloy steels

?i\,zoil? gzg%sz\ﬁ;steels Tt 8 Heat resistant steels T ZERER Heat resistant steels ?ivioilg gz;%sz\ﬁ;steels Tt 28R Heat resistant steels T A& Heat resistant steels
(~HRC30) (HRC30~HRC38) (HRC38~HRC45) (~HRC30) (HRC30~HRC38) (HRC38~HRC45)
e EEE %Y EEM %Y EER e EER %Y EEM %Y EER
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(mim ™) (mm/min) (mimT) (mm/min) (mim™) (mm/min) (mim ") (mm/min) (mimT) (mm/min) (mim™) (mm/min)
4 6,570 395 5,180 215 3,510 120 4 9,390 565 7,400 310 5,010 170
5 5,260 345 4,140 195 2,810 105 5 7,510 495 5,920 275 4,010 150
6 4,380 330 3,450 180 2,340 100 6 6,260 470 4,930 260 3,340 140
8 3,260 295 2,560 160 1,760 90 8 4,660 420 3,660 230 2,510 125
10 2,580 415 2,140 240 1,430 130 10 3,690 590 3,060 345 2,040 185
12 2,250 405 1,670 210 1,170 120 12 3,210 580 2,390 300 1,670 170
14 1,910 400 1,450 210 1,000 115 14 2,730 570 2,070 300 1,430 165
16 1,690 405 1,350 225 920 120 16 2,410 580 1,930 325 1,310 175
20 1,350 435 1,000 225 670 120 20 1,930 620 1,430 320 950 170
25 1,200 545 900 285 610 155 25 1,720 775 1,290 405 870 220
D D
S S = — e 1.5D




CM END MILLS

7= ET Reviocwk
RV4VR-2D
EEYIHIS M4 GBYIEY)
Recommended Milling Conditions (Slotting)
wEM  ae@  Ia# % Z7YLRE RFULAE AFYLAE FEY  BEA
Carbon steels Alloy steels Tool steels Castiron 300 400 (PH) Titanium High temperature alloy
m‘ﬁuﬁ S45C SCM SKD FC Stainless steels Stainless steels Stainless steels Ti6Al4V ,ry:z} ]
Work S55C SNCM SKS FCD SUS304 SUS416 SUS630  Ti5AI5V5Mo  Inconel
Material $5400 SUS316 SUS420 Ti7Al4Mo I\észe'”lo:;’f
(~HRC30) (HRC30~HRC40) (~HRC40) (~HRC25) RENE
STRENGTH ~1000N/mm?  1000~1300N/mm?  ~1300N/mm? ~870N/mm? e e c e e
P EER XY EEM 2 EER %) EEX XY EER R EER XY EEM %Y EER %) EER %Y
Dia.of Mill  Rotation ~ Feed  Rotation Feed  Rotation ~Feed ~ Rotaton Feed ~Rotation Feed Rotation Feed —Rotation ~Feed  Rotation Feed  Rotation Feed
(mim™)  (mm/min)  (mim™)  (mm/min) ~ (mim™)  (mm/min) -~ (mim™) ~ (mm/min) ~ (mim™)  (mm/min)  (mim™) ~ (mm/min) ~ (mim™)  (mm/min) ~ (mim™) ~ (mm/min) ~ (mim")  (mm/min)
3 15,320 305 10,790 215 [6450| 75 |11,290| 270 |11,590| 230 |16,230| 260 |10480( 210 |8,160| 130 |3,120| 65
3.5 [13,170| 335 | 9,220| 240 |5510| 95 | 9,690| 295 | 9,980| 245 |13,870| 265 | 9,030| 240 |7,030| 150 |2,660| 65
4 11,490 370 | 8,090 260 |4,840| 115 | 8,470| 340 | 8,690| 280 |12,170| 290 | 7,860 250 |6,120| 170 |2,340| 65
4.5 110210/ 380 | 7,220/ 265 |4,280| 120 | 7,510/ 360 | 7,700 325 [10,830| 315 | 6,980, 285 |5420| 190 |2,100| 80
5 9,190| 405 | 6,470| 285 [3,870| 125 | 6,770| 380 | 6,950/ 360 | 9,740| 350 | 6,290| 325 [4,900| 215 [1,880| 90
5.5 8,360/ 455 | 5890/ 315 [3,520| 130 | 6,180, 410 | 6,320/ 380 | 8,840/ 380 | 5,700| 335 [4,470| 240 |1,680| 100
6 7,660 490 | 5390/ 345 [3,230| 140 | 5640/ 450 | 5800/ 415 | 8110| 420 | 5240 375 [4,080| 260 [1,560| 110
8 5750/ 620 | 4,040| 435 |2,420| 185 | 4,230 575 | 4,350/ 485 | 6,090, 535 | 3,930/ 440 |3,060| 305 |1,170| 145
10 5080/ 770 | 3,540/ 540 |2,120| 230 | 3,720 715 | 3,480 670 | 4870, 660 | 3,140/ 605 |2,450| 420 940 | 175
12 4,230 795 | 2950 555 | 1,760 | 225 | 3,100| 720 | 2,900/ 650 | 4,060/ 650 | 2,620 575 |2,040| 410 780| 170
16 3,170/ 675 | 2,210 470 |[1,320| 195 | 2,320 605 | 2,170/ 550 | 3,040/ 550 | 1,970/ 485 |1,530| 345 590| 150
20 2,540/ 660 | 1,770 460 | 1,060 190 | 1,860/ 600 | 1,740/ 535 | 2,430, 535 | 1,570| 485 |1,220| 340 470 145
1.0D 1.0D
'gg:ﬁ?{f Lonr OASDr
EEYIHIS M4 (RImEEIE)
Recommended Milling Conditions (Side Milling)
wE®  ae@®  IA® #%  ATYLAE AFULRE AFYLAE FEY  EEA
Carbon steels Alloy steels Tool steels Castiron 300 400 (PH) Titanium High temperature alloy
m‘ﬁuﬁ S45C SCM SKD FC Stainless steels Stainless steels Stainless steels Ti6Al4V ,ry:z, ]
Work S55C SNCM SKS FCD SUS304 SUS416 SUS630  Ti5AI5V5Mo  Inconel
Material $5400 SUS316 SUS420 Ti7Al4Mo I\H7a\5t7€'”lD:Iy’f
(~HRC30) (HRC30~HRC40) (~HRC40) (~HRC25) RENE
STRENGTH ~1000N/mm?  1000~1300N/mm?  ~1300N/mm? ~870N/mm? S e e e e
P EER XY EEM 2 EER %) EEM XY EER R EER XY EEM %Y EER %) EER %Y
Dia.of Mill  Rotation ~ Feed  Rotation Feed  Rotation ~Feed ~ Rotaton Feed ~Rotation Feed Rotation Feed ~Rotation ~Feed ~ Rotation Feed  Rotation Feed
(mim™)  (mm/min) ~ (mim™)  (mm/min) ~ (mim™) ~ (mm/min) -~ (mim™)  (mm/min)  (mim?)  (mm/min)  (mim™) ~ (mm/min) ~ (mim™) ~ (mm/min) ~ (mim™) ~ (mm/min) ~ (mim")  (mm/min)
3 15,320 305 10,790 215 [6,450| 75 |11,290| 270 |11,590| 230 |16,230| 260 |10,480( 210 |8,160| 130 |3,120| 65
3.5 [13,170| 335 | 9,220 240 |5510| 95 | 9,690| 295 | 9,980| 245 (13,870 265 | 9,030| 240 |7,030| 150 |2,660| 65
4 11,490 370 | 8,090 260 |4,840| 115 | 8470| 340 | 8,690| 280 |12,170| 290 | 7,860 250 |6,120| 170 |2,340| 65
4.5 110210/ 380 | 7,220, 265 |4,280| 120 | 7,510/ 360 | 7,700 325 [10,830| 315 | 6,980, 285 |5420| 190 |2,100| 80
5 9,190| 405 | 6,470| 285 [3,870| 125 | 6,770| 380 | 6,950/ 360 | 9,740/ 350 | 6,290| 325 [4,900| 215 [1,880| 90
5.5 8,360, 455 | 5890/ 315 [3,520| 130 | 6,180, 410 | 6,320/ 380 | 8,840/ 380 | 5700| 335 [4,470| 240 |1,680| 100
6 7,660 490 | 5390/ 345 [3,230| 140 | 5640, 450 | 5800/ 415 | 8110| 420 | 5240 375 [4,080| 260 [1,560| 110
8 5750/ 620 | 4,040| 435 |2,420| 185 | 4,230 575 | 4,350/ 485 | 6,090, 535 | 3,930/ 440 |3,060| 305 |1,170| 145
10 5080/ 770 | 3,540/ 540 |2,120| 230 | 3,720 715 | 3,480/ 670 | 4870, 660 | 3,140/ 605 |2,450| 420 940 | 175
12 4,230 795 | 2950 555 | 1,760 | 225 | 3,100| 720 | 2,900 650 | 4,060/ 650 | 2,620, 575 |2,040| 410 780| 170
16 3,170/ 675 | 2,210 470 |[1,320| 195 | 2,320 605 | 2,170/ 550 | 3,040/ 550 | 1,970/ 485 |1,530| 345 590| 150
20 2,540/ 660 | 1,770 460 | 1,060 190 | 1,860/ 600 | 1,740/ 535 | 2,430/ 535 | 1,570| 485 |1,220| 340 470 145
‘-’JJSAWE 1.SDL 1.0DJ; 1.0D:£
Depth of Cut

0.5D

|o.35D

—

|o.25D




CM END MILLS O Revacut
RV4VR-3D

BAEYIFISRM (BYIHD)

Recommended Milling Conditions (Slotting)

REH & TEH K ATVLAM RTVLAE RTVLAER FE mEe
Carbon steels Alloy steels Tool steels Castiron 300 400 (PH) Titanium High temperature alloy
m‘ﬁuﬁ S45C SCM SKD FC Stainless steels Stainless steels Stainless steels Ti6Al4V 4’*/:7\} ]
Work S55C SNCM SKS FCD SUS304 SUS416 SUS630  Ti5AI5V5Mo Inconel
Material $5400 SUS316 SUS420 Ti7AldMo ~ / \HZ?'”EI’f
astelloy
(~HRC30) (HRC30~HRC40) (~HRC40) (~HRC25) RENE
STRENGTH ~1000N/mm?  1000~1300N/mm?  ~1300N/mm? ~870N/mm? e e = = =

P EERE XY IR XY EEE XY EERE XY BERER XY EERE XY EERE XY BERR XY EEES &Y
Dia.of Mill  Rotation ~ Feed  Rotation ~Feed  Rotation ~Feed  Rotaton Feed Rotation Feed Rotation ~Feed  Rotation ~Feed ~ Rotation Feed  Rotation Feed
. (mim™)  (mm/min)  (mim™)  (mm/min)  (mim™) ~ (mm/min) -~ (mim?) ~ (mm/min)  (mim™)  (mm/min)  (mim™) ~ (mm/min) ~ (mim™)  (mm/min) -~ (mim™) ~ (mm/min) ~ (mim*)  (mm/min)

3 13,480/ 230 [9,500| 160 [5680| 55 [9940| 205 (10,200 175 [14,280| 195 [9,220| 160 |[7,180| 100 |2,750| 50
3.5 |11,590 250 |8,110| 180 |(4,850| 70 |8530| 220 | 8,780| 185 [12,210{ 200 |7,950| 180 |6,190| 115 |2340| 50
4 10,110/ 280 |7,120| 195 (4,260 | 85 |7,450| 255 | 7,650 210 [10,710{ 220 (6,920 | 190 |[5390| 130 [2,060| 50
45 | 8980| 285 |6,350| 200 |3,770| 90 |6,610| 270 | 6,780 245 | 9,530 235 |6,140| 215 |4,770| 145 |1,850| 60
5 8,090| 305 |5,690| 215 |3,410| 95 |5960 | 285 | 6,120/ 270 | 8570 265 | 5540 | 245 [4,310| 160 |1,650| 70
55 | 7,360 340 |5180| 235 |3,100 | 100 |5440| 310 | 5560| 285 | 7,780| 285 |5,020| 250 [3,930| 180 [1,480| 75
6 6,740| 370 |4,740| 260 | 2,840 | 105 | 4,960 | 340 | 5100 310 | 7,140/ 315 |4,610| 280 [3,590| 195 [1,370| &5
8 5060 465 |3,560| 325 | 2,130 | 140 | 3,720 | 430 | 3,830/ 365 | 5360/ 400 | 3,460 | 330 |2,690| 230 |1,030| 110
10 4,470 580 [3,120| 405 (1,870 | 175 [3,270| 535 | 3,060| 505 | 4,290| 495 |2,760| 455 |2,160| 315 | 830| 130
12 3,720| 595 |2,600| 415 | 1,550 | 170 | 2,730 | 540 | 2,550/ 490 | 3,570/ 490 |2,310| 430 |1,800| 310 | 690 130
16 2,790| 505 |1,940| 355 | 1,160 | 145 | 2,040 | 455 | 1,910/ 415 | 2,680 415 |1,730| 365 |1,350| 260 | 520 115
20 2,240| 495 1,560 | 345 | 930 145 | 1,640 | 450 | 1,530/ 400 | 2,140| 400 | 1,380 365 |1,070| 255 | 410 110

1.0D 1.0D

AHE n u n u
ggpth ofgf LODr OASDr

EEYFISEM (IEtIE)
Recommended Milling Conditions (Side Milling)

REH & TEH Sk ATVLRM RATVLAEH ATV A FrY ==
Carbon steels Alloy steels Tool steels Castiron 300 400 (PH) Titanium High temperature alloy
WEUM S45C SCM SKD FC Stainless steels Stainless steels Stainless steels Ti6Al4V 4’*/:7\} ]
Work S55C SNCM SKS FCD SUS304 SuUs416 SUS630 Ti5Al5V5Mo Incznel
Material $5400 SUS316 SUS420 Ti7Al4Mo I\HZ?'”EI’I'
astelloy
(~HRC30) (HRC30~HRC40) (~HRC40) (~HRC25) RENE
STRENGTH ~1000N/mm? ~ 1000~1300N/mm?  ~1300N/mm? ~870N/mm? e e = = =

P EERE XY IR XY EEE XY EERE XY BERER XY EERE XY EERE XD BERR XY EEES &Y
Dia.of Mill  Rotation ~ Feed  Rotation ~Feed  Rotation ~Feed  Rotaton Feed Rotation Feed Rotation ~Feed Rotaton ~Feed ~ Rotation Feed  Rotation Feed
. (mim™)  (mm/min) ~ (mim™)  (mm/min) ~ (mim™) ~ (mm/min) -~ (mim?) ~ (mm/min)  (mim™)  (mm/min) ~ (mim™) ~ (mm/min) ~ (mim™) ~ (mm/min) -~ (mim™) - (mm/min) ~ (mim1)  (mm/min)

3 13,480 230 [9,500| 160 [5680| 55 (9940 | 205 (10,200 175 [14,280| 195 |9,220| 160 |[7,180| 100 |2,750| 50
3.5 |11,590 250 |8,110| 180 |4,850| 70 |8530| 220 | 8,780| 185 [12,210{ 200 |7,950| 180 |6,190| 115 |2340| 50
4 10,110/ 280 |7,120| 195 [4,260| 85 |7,450| 255 | 7,650 210 [10,710{ 220 (6,920 | 190 |5390| 130 [2,060| 50
45 | 8980| 285 |6,350| 200 |3,770| 90 |6,610| 270 | 6,780 245 | 9,530 235 |6,140| 215 |4,770| 145 |1,850| 60
5 8,090| 305 |5,690| 215 |3,410| 95 | 5960 285 | 6,120/ 270 | 8570 265 | 5540 | 245 |4310| 160 |1,650| 70
55 | 7,360 340 |5180| 235 |3,100 | 100 |5,440| 310 | 5560| 285 | 7,780| 285 |5,020| 250 (3,930 | 180 |[1,480| 75
6 6,740| 370 |4,740| 260 | 2,840 | 105 | 4,960 | 340 | 5100/ 310 | 7,140/ 315 |4,610| 280 [3,590| 195 [1,370| &5
8 5060 465 |3,560| 325 | 2,130 | 140 | 3,720 | 430 | 3,830/ 365 | 5360/ 400 | 3,460 | 330 |2,690| 230 |1,030| 110
10 4,470 580 [3,120| 405 (1,870 | 175 [3,270| 535 | 3,060| 505 | 4,290| 495 |2,760| 455 |[2,160| 315 | 830| 130
12 3,720| 595 |2,600| 415 | 1,550 | 170 | 2,730 | 540 | 2,550/ 490 | 3,570/ 490 |2,310| 430 |1,800| 310 | 690 130
16 2,790| 505 |1,940| 355 | 1,160 | 145 | 2,040 | 455 | 1,910/ 415 | 2,680 415 |1,730| 365 |1,350| 260 | 520 115
20 2,240| 495 1,560 | 345 | 930 145 | 1,640 450 | 1,530/ 400 | 2,140| 400 | 1,380 365 |1,070| 255 | 410 110

mﬂa}i 2.5D ZAODJ; lOi
Depth of Cut

0.3D _|0.25D _|0.15D




CM END MILLS

YA+ Rewvoncy ik
RV4VR-4D
EEYIHIS M (RImEEIE)
Recommended Milling Conditions (Side Milling)
REH AL TEH 2373 ZTVLARM RTVLRE RTVLAEE FrY mEe
Carbon steels Alloy steels Tool steels Castiron 300 400 (PH) Titanium High temperature alloy
m‘ﬁuﬁ S45C SCM SKD FC Stainless steels Stainless steels Stainless steels Ti6Al4V ,f*/:z, ]
Work S55C SNCM SKS FCD SUS304 SUS416 SUS630  Ti5AI5V5Mo Inconel
Material 55400 SUS316 SUS420 Ti7AldMo  / \HZtT”EI’f
astelloy
(~HRC30) (HRC30~HRC40) (~HRC40) (~HRC25) RENE
STRENGTH ~1000N/mm?  1000~1300N/mm?  ~1300N/mm? ~870N/mm? e e c e e
P EER XY EEM 2 EER %) EEX XY EER R EER XY EEM %Y EER %) EER %Y
Dia.of Mill  Rotation ~ Feed  Rotation Feed  Rotation ~Feed ~ Rotaton Feed ~Rotation Feed Rotation Feed —Rotation ~Feed  Rotation Feed  Rotation Feed
(mim™)  (mm/min)  (mim™)  (mm/min) ~ (mim™)  (mm/min) -~ (mim™) ~ (mm/min) ~ (mim™)  (mm/min)  (mim™) ~ (mm/min) ~ (mim™)  (mm/min) ~ (mim™) ~ (mm/min) ~ (mim")  (mm/min)
3 11,490 170 8,090 | 120 [4,840| 40 |8470| 150 |8,690| 130 |{12,170| 145 |7,860| 120 |6,120| 75 |2340| 35
3.5 9,880 190 |6,920| 135 |4,130| 55 |7,270| 165 |7,490| 135 [10,400, 150 |6,770| 135 |5270| 85 |[2,000| 35
4 8,620/ 205 |6,070| 145 [3,630| 65 (6,350 | 190 [6,520| 155 | 9,130/ 160 [5900| 140 [4,590| 95 |[1,760| 35
4.5 7660 215 |5420| 150 |3,210| 65 |[5630| 200 |[5,780| 180 | 87120/ 175 |5240| 160 |4,070| 105 |1,580| 45
5 6,890 225 |4,850| 160 [2,900| 70 [5,080| 215 |5210| 200 | 7,310| 195 [4,720| 180 |3,680| 120 [1,410| 50
5.5 6,270 255 |4,420| 175 |2640| 75 |4,640| 230 |4,740| 215 | 6,630/ 215 [4,280| 190 |3,350| 135 |1,260| 55
6 5750/ 275 |4,040| 195 [2,420| 80 [4,230| 250 [4,350| 230 | 6,080| 235 [3,930| 210 |3,060| 145 [1,1770| 60
8 4310 345 |3,030| 245 |1,820| 105 |3,170| 320 |3,260 | 270 | 4,570 300 |2,950| 245 |2,300| 170 880 | 80
10 3,810/ 430 |2,660| 300 |1,590| 130 [2,790| 400 [2,610| 375 | 3,650, 370 |2,360| 340 |1,840| 235 710| 100
12 3,170| 445 |2,210| 310 |1,320| 125 2,330 | 405 |[2,180| 365 | 3,050, 365 |[1,970| 320 |1,530| 230 590| 95
t]]iAafi 3.5D 3.0D
Depth of Cut
0.1D 0.1D
RV4VR-5D
E AR (RIEYDEY)
Recommended Milling Conditions (Side Milling)
RERH AL TEH 373 ATVLAM RATVLAE RTVLAER FrY =P
Carbon steels Alloy steels Tool steels Castiron 300 400 (PH) Titanium High temperature alloy
W S45C SCM SKD FC Stainless steels Stainless steels Stainless steels Ti6Al4V A>axIb
Work S55C SNCM SKS FCD SUS304 SUS416 SUS630  Ti5AI5V5Mo Inconel
Material $5400 SUS316 SUS420 Ti7Al4Mo  / \&(?-Hl:lff
astelloy
(~HRC30) (HRC30~HRC40) (~HRC40) (~HRC25) RENE
STRENGTH ~1000N/mm?  1000~1300N/mm?  ~1300N/mm? ~870N/mm? — — — — —
PE EER %Y EER XU EER %Y EER %Y EER %Y EEE %Y EER %Y SRR %Y SRR %Y
Dia.of Mill  Rotation ~ Feed  Rotation ~Feed  Rotaton Feed ~ Rotaton Feed ~Rotation Feed Rotation ~Feed Rotation ~Feed  Rotation Feed Rotation Feed
(mim™)  (mm/min) ~ (mim™)  (mm/min)  (mim™)  (mm/min)  (mim™)  (mm/min)  (Mim?)  (mm/min)  (Mim?)  (mm/min)  (Mim?)  (mmM/min) ~ (Mim") ~ (MM/min) ~ (mim") ~ (mm/min)
3 8430 | 110 |5930| 75 |3,550| 25 |6,210| 95 |6,370| 85 [8930| 95 |5760| 75 |4490| 45 [1,720| 25
3.5 |[7,240| 120 |[5,070| 85 |3,030| 35 |5,330| 105 |5490| 90 |7,630| 95 |4970| 85 [3,870| 55 |[1,460| 25
4 6,320 135 [4,450| 95 |2660| 40 [4,660| 120 |4,780| 100 [6,690| 105 |4,320| 90 |3,370| 60 [1,290| 25
45 |5620| 135 |3970| 95 |2350| 45 |4,130| 130 (4,240 | 115 [5960| 115 [3,840| 105 |2980| 70 |1,160| 30
5 5,050 | 145 |3,560| 105 {2,130 45 |3,720| 135 |3,820| 130 |[5360| 125 |[3,460| 115 |2,700| 75 |1,030| 30
55 |4600| 165 |3,240| 115 |1,940| 45 |3,400| 150 |3,480| 135 |4,860| 135 [3,140| 120 |2460| 85 920 35
6 4,210| 175 [2960| 125 |1,780| 50 |3,100| 160 |3,190| 150 {4,460 | 150 |2,880| 135 |2,240| 95 860 | 40
8 3,160 | 225 |2,220| 155 |1,330| 65 |2330| 205 |2,390| 175 3,350 | 195 |[2,160| 160 | 1,680 110 640 | 50
10 2,790 275 [1,950| 195 |1,170| 85 |2,050| 255 {1,910 | 240 |2,680| 240 |1,730| 220 |1,350| 150 520 65
12 2,330 | 285 |1,620| 200 970| 80 |[1,710| 260 |1,600| 235 |2,230| 235 | 1,440| 205 |1,120| 150 430| 60
tﬂi&a}% 4.5D 4.0D
Depth of Cut
0.05D 0.05D




by AT TR Y B

G

XTREME END MILLS  uuse
RVAC, RVACR

BAYIRISE (BRI / METHE)

Recommended Milling Conditions (Slotting/Side Milling)

MHASE Heatresisantaloy A — A7 FRRFVLRSE

Pl FLFR>/ Puretitanium FHEEE Titaniumalloy —wFILAE  Nicelaloy SUS304/SUS316
Work TP340 Ti-6Al-4V JZ /04 Waspaloy Austenitic stainless steels
Material (tRG4) JANATEAC-22 Hastelloy A>I\N—+J\—)J InvarKovar
Dl 80~100m/min 50~70m/min 30~40m/min 60~90m/min
T2 [ElEREL 3%4) Feed (mm/min) [BlERER 3% Feed (mm/min) LR XY Feed (mm/min) [E1EREK 3% Feed (mm/min)
Din, Omi“ Rotation EUDY)  UELIE  Rotation Ul RIELIEl  Rotation BUIEI  @IELIH  Rotation EUE AIEIA
(mim’? Slotting Side Milling (mim') Slotting Side Milling (mim™) Slotting Side Milling (mim™) Slotting Side Milling
3 10,610 560 670 7,430 400 470 4,240 230 270 9,550 500 600
4 7,960 560 670 5,570 400 470 3,180 230 270 7,160 500 600
6 5,310 560 670 3,720 400 470 2,130 230 270 4,780 500 600
8 3,980 510 670 2,780 360 470 1,600 200 270 3,590 460 600
10 3,190 470 670 2,230 340 470 1,280 190 270 2,870 420 600
12 2,660 430 670 1,860 300 470 1,070 180 270 2,390 380 600
16 1,990 380 540 1,400 270 380 800 160 220 1,800 350 500
20 1,600 290 460 1,120 240 330 640 110 180 1,440 250 410
25 1,280 280 400 900 230 290 510 100 170 1,150 240 370
S 100 I =
t]JiAJ}E Slotting _ | Side Milling 1‘5DL
Depth of Cut 0.3D
-
0.2D

RV5C, RV5CR

EREGRISA GEYIRE / AIELIE)

Recommended Milling Conditions (Slotting/Side Milling)

M Heatresistantaloy 4 =274 FRAT VL Xl

bl $F2 >/ Puretitanium ?7)'3‘@ Titanium alloy ZwHIVEE Nickelaloy SUS304/SUS316
Mvavt(;rrl?al TP340 Ti-6Al-4V ) _“:l e Waspaloy Auitenitlc stainless s\EeeIs
(HRC34) INATEAC-22 Hastelloy A>IN—+/\—)b InvarKovar
THEE 80~100m/min 50~70m/min 30~40m/min 60~90m/min
utting speed
TE [BlEREL X4 Feed (mm/min) [BlERER %) Feed (mm/min) [E1ERER %) Feed (mm/min) [E]ERET %) Feed (mm/min)
D of Mill Rotation BUJHl  IESIH]  Rotation BUHI  IEEIE]  Rotation AUl IELIE]  Rotation BUE BImEtIE]
(mim1 Slotting Side Milling (mimT) Slotting Side Milling (mimT) Slotting Side Milling (mim") Slotting Side Milling
3 10,610 700 840 7,430 500 590 4,240 250 300 9,550 630 760
4 7,960 700 840 5,570 500 590 3,180 250 300 7,160 630 760
6 5,310 700 840 3,720 500 590 2,130 250 300 4,780 630 760
8 3,980 640 840 2,780 450 590 1,600 220 300 3,590 580 760
10 3,190 590 840 2,230 420 590 1,280 210 300 2,870 530 760
12 2,660 540 840 1,860 380 590 1,070 200 300 2,390 480 760
16 1,990 480 680 1,400 340 480 800 170 240 1,800 440 620
20 1,600 360 580 1,120 300 410 640 120 200 1,440 320 520
25 1,280 350 500 900 290 360 510 110 180 1,150 300 460
sEoH) 100 RIEH I =
t}]ﬁa)‘i S\ottmgo . | | Side Milling 15D
Depth of Cut - =
0.2D

END MILLS XTREME @



BAYIRISE (BRI / MIETRE)

Recommended Milling Conditions (Slotting/Side Milling)

XTREME END MILLS
RVRF, RVRFR

WIRISR &

by AT TR Y B

&

FELS Heat resistant allo — AT BRAT> ;
WA FEF R/ Puretitanium FZEE Tianumaloy @.y;[%éﬁ Nickel alloy ’ ?{JS;(()Z?;JSIE?Z AR
Work TP340 Ti-6Al-4V JZ /04 Waspaloy Austenitic stainless steels
Material (HRC34) JNATOA C-22 Hastelloy AIN—+J\—)JU InvarKovar
Dl 50~80m/min 30~50m/min 20~30m/min 40~60m/min
T2 [ElEREY 3%4) Feed (mm/min) [BlERER 3%4) Feed (mm/min) LR X" Feed (mm/min) LR XY Feed (mm/min)
Dia. 01f::\:/lill Rotation EUE AIEtoE Rotation EUE AIEto) Rotation B AIEtIE) Rotation BUE AIETA
(mim) Slotting Side Milling (mim') Slotting Side Milling (mim™) Slotting Side Milling (mim) Slotting Side Milling
3 8,490 210 250 5,300 150 200 3,180 90 100 6,370 190 220
4 6,370 210 250 3,980 150 200 2,380 90 100 4,770 190 220
6 4,240 210 250 2,650 150 200 1,590 90 100 3,180 190 220
8 3,180 190 250 1,990 140 200 1,190 80 100 2,390 170 220
10 2,540 180 250 1,590 130 200 950 70 100 1,910 160 220
12 2,120 160 250 1,320 120 200 800 60 100 1,590 140 220
16 1,590 140 200 1,000 100 150 600 60 80 1,190 130 180
20 1,270 110 170 800 90 130 470 40 70 960 100 150
25 1,010 100 150 640 80 120 380 40 60 760 90 130
sl 100 I =
tﬂﬁa}i Slotting Side Milling 1‘SDL
Depth of Cut 1.0D
—
0.3D

@ XTREME END MILLS



CM END MILLS HighSpeedSteel s | A—

RN2HM

BAYFISRM (BTHD) BRI (MEIHE)

Recommended Milling Conditions (Slotting) Recommended Milling Conditions (Side Milling)

AR I Cavonsteels. (RS Carbonstees iRFRSM Carbonsteds FRFRSM Cabonstess  77JVI =T MAA 1R3RAR Carbonstests JRFRER Carbonstesls JRFREY Carbonsteels jR3REY Carbonsteels  7JVIZTL
AL Noysteels BERM Aloysteels BRI Aloysteels R Aloy steels = i) BEMloysteels BEM Aloysteels BRI Aloysteels BRI Aloy steels = Al

== A - D,
M\';/ti':a| TE# roolsteels TEMooisteels LR Toolsteels  TEH Toolsteels &{Eﬁﬂz&ﬂ% M\/;/;rrlial TE#toolsteels TEMoosteels LR Toolsteels  TEH Toolsteels IA{&EHJZL\NB%
(~HRC20)  (HRC20~HRC30) (HRC30~HRC40) (~HRC20)  (HRC20~HRC30) (HRC30~HRC40)
STRENGTH ~ ~500N/mm?  500~800N/mm? 800~1000N/mm? 1000~1300N/mm? - STRENGTH ~ ~500N/mm?  500~800N/mm? 800~1000N/mm? 1000~1300N/mm? -
2 EEH XD EEE XY EERE XY EERH XY BEE XY 2 EEH XY EERE XY EERE XY EERH XY BEE XY
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(min™) (mm/min) (i) (mm/min) - (mimT) (mm/min) - (mim™?) (mm/min) - (mim-T)* (mm/min) (mim™) (mm/min) (mim) (mm/min) (mim?) mm/min) (mim?) mm/min) (mim™) (mm/min)
1 9,520 45 7650| 30 (6,800 25 [3,740| 15 |[13,200| 145 1 14,280/ 75 [11,480| 55 [10,200| 50 |5610| 25 [19,800 260
2 5600| 50 [4500| 35 |4,000| 30 |2200| 15 |12,000 160 2 8400/ 85| 6,750/ 60 | 6,000/ 55 3,300, 25 |18,000/ 290
3 3,500 65 (3,200 50 (2500 40 |1,600| 20 |11,000{ 250 3 5250/ 120 | 4800( 90 | 3,750/ 70 (2,400| 35 {16,500 450
4 2,800 852200 60 |1,.800| 45 |1,100| 30 | 8000/ 290 4 4,200| 150 | 3,300/ 110 | 2,700 80 |1,650| 55 [12,0001 520
5 2,200/ 110 (1,800 751,600 60 | 900| 35 | 6300| 310 5 3,300( 195 | 2,700 140 | 2,400{ 110 1,350 65 | 9450/ 560
6 1,800 110 {1,600, 90 |1,200| 60 800| 40 | 5600 310 6 2,700 195 | 2,400| 160 | 1,800/ 110 1,200 70 | 8400| 560
7 1,570 115 {1,310 95 (1,030| 65 660| 45 | 4690 360 7 2,360/ 205 | 1,970{ 170 | 1,540/ 120 | 990| 75 | 7,030/ 645
8 1,400| 120 |1,100| 100 | 900| 70 | 560| 45 | 4,000 390 8 2,100 215 | 1,650 180 | 1,350f 125 | 840| 80 | 6,0001 700
9 1,230{ 120 | 990| 100 | 840| 75 500| 45 | 3,500 395 9 1,850/ 215 | 1,480| 180 | 1,270| 135 | 750| 80 | 5250 715
10 1,100 120 | 900| 100 | 800| 80 | 450| 45 | 3,100, 400 10 1,650| 215 | 1,350| 180 | 1,200| 145 | 680| 80 | 4,650/ 750
11 990| 125 | 850|105 | 710| 80 420| 45 | 2,770 390 11 1,490| 230 | 1,270/ 190 | 1,060/ 145 | 630| 85 | 4,160/ 700
12 900| 130 | 800| 110 | 630| 80 | 400| 50 | 2,500 380 12 1,350 240 | 1,200{ 200 | 950| 145 | 600| 90 | 3,750| 685
13 850| 130 | 750|105 | 590| 80 370 50 | 2,340/ 365 13 1,270| 235 | 1,120 185 890/ 145 | 560| 90 | 3,510| 655
14 800| 130 | 700| 100 | 560| 80 350 50 | 2,200/ 350 14 1,200| 240 | 1,050| 180 840| 145 | 530| 90 | 3,300/ 630
15 750 135 | 630|100 | 500| 75 310| 45 | 2,090 350 15 1,120| 240 940| 180 7501 135 | 470| 85 | 3,140| 630
16 700 130 | 560|100 | 450, 70 280| 45 | 2,000 350 16 1,050| 240 840( 180 680 125 | 420| 80 | 3,000( 630
17 660| 125 | 530| 100 | 420| 70 | 260| 45 | 1,890 350 17 990 225 | 790/ 180 | 640/ 125 | 400| 80 | 2,840| 630
18 630| 120 | 500| 100 | 400| 70 250| 45 | 1,800 350 18 950/ 215 750/ 180 600 125 | 380| 80 | 2,700| 630
19 590|120 | 470|100 | 400| 70 230| 45 | 1,690 335 19 890| 215 710/ 180 600 125 | 350| 80 | 2,540| 600
20 560| 120 | 450| 100 | 400| 70 | 220| 45 | 1,600 320 20 840/ 215 | 680/ 180 | 600/ 125 | 330| 80 | 2400| 575
22 500| 120 | 450|100 | 350| 70 220| 45 | 1,400 300 22 750| 215 680( 180 530/ 125 | 330| 80 | 2,100| 540
24 460|110 | 410, 90| 320| 65 190| 40 | 1,270| 285 24 700/ 200 | 620 165 | 480/ 115| 290| 70 | 1,900| 510
25 4501 110 | 400/ 90| 310] 60 180| 35 | 1,200[ 280 25 680 195 600] 160 470/ 110 | 270| 65 | 1,800/ 505
) —
YhAHE — YhAHE A Ap=1.5%D
Depth of Cut Apl_ Ap=0.5XD Depth of Cut u Ae=0.1XD
l Ae
4 B B
R N 4 H M EAETIHIS M (IE )
Recommended Milling Conditions (Side Milling)
WA RZ=HM Carbon steels REEH Carbon steels RE=EH Carbon steels RE=EM Carbon steels ZIDE:‘?L\
Work ﬁ‘ﬁﬁﬁl Alloy steels ‘S‘ﬁﬂﬂ Alloy steels ﬁﬁﬂﬂ Alloy steels ﬁ‘ﬁﬁﬁ Alloy steels if”[/'[i"l Y LEE
Wisisie! (~HRC20) (HRC20~HRC30) (HRC30~HRC40) A Aty &
ys
STRENGTH ~500N/mm? 500~800N/mm? 800~1000N/mm? 1000~1300N/mm? —
TR Ik x4 L2 x4 Bk b= (BT b= IR x4
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation eed Rotation Feed
(mim™") (mm/min) (mim) (mm/min) (mim) (mm/min) (mim) (mm/min) (mim™) (mm/min)
3 3,650 115 3,360 85 2,600 65 1,650 30 11,550 400
35 3,300 150 2,850 95 2,250 65 1,350 40 9,900 450
4 2,950 150 2,300 105 1,900 70 1,150 50 8,400 460
4.5 2,650 170 2,100 120 1,800 85 1,050 55 7,450 475
5 2,300 190 1,900 130 1,700 95 950 55 6,600 495
55 2,100 190 1,700 140 1,450 95 900 55 6,300 495
6 1,900 190 1,700 150 1,250 95 850 65 5,900 495
6.5 1,750 200 1,500 150 1,150 100 850 65 5,450 525
7 1,700 200 1,400 160 1,100 105 650 70 5,050 560
7.5 1,550 210 1,250 165 1,050 105 650 70 4,600 580
8 1,450 210 1,150 170 950 110 600 70 4,200 610
8.5 1,350 210 1,100 170 900 105 600 70 3,900 610
9 1,300 210 1,050 170 900 120 550 70 3,700 620
9.5 1,250 210 1,000 170 900 125 550 70 3,500 630
10 1,150 210 950 170 850 125 450 70 3,250 630
11 1,050 220 900 180 750 125 450 75 2,950 610
12 950 230 850 190 650 125 450 80 2,650 600
13 900 230 800 180 650 125 450 80 2,500 565
14 850 230 750 170 600 125 350 80 2,300 560
15 800 230 700 170 550 115 300 75 2,200 560
16 750 230 600 170 450 110 300 70 2,100 560
17 700 220 550 170 450 110 300 70 2,000 560
18 650 210 550 170 420 110 250 70 1,900 560
19 650 210 550 170 420 110 250 70 1,800 525
20 600 210 500 160 420 110 230 70 1,700 505
22 550 210 450 160 380 100 230 70 1,450 475
24 470 190 420 150 350 95 200 55 1,350 450
25 470 190 420 150 350 95 200 55 1,250 440
YAHE Ap Ap=1.5XD
Depth of Cut ml Ae=0.1XD
l Ae

CM END MILLS High Speed Steel @



CM E N D M I LLS ngh Speed Steel BSR4 Rewvio—s ol

RVRHM-S

EEY)EISE M (RIEtIE)
Recommended Milling Conditions (Side Milling)

o %ﬁﬁ] Mild steels FRZHH Carbon steels g%%‘? g%ﬁseb | SEEE ) Hardened steels
74 Carbon steels 1= ] tructure steels — A
Mvg\;ltzl;li(al %ﬁﬂiﬁ - ﬁ‘ﬁm Alloy steels 7’[ J\— R ﬂﬁ Prehardened steels AT I/Zﬂﬁ_l Stainless steels
(~HRC20) (HRC20~HRC30) (HRC30~HRC35) (HRC35~HRC40)
& Bty 3%1) BE= 1) ik %) Gl %0
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mim) (mm/min) (mim) (mm/min) (mim) (mm/min) (mim™) (mm/min)
5 2,800 140 2,200 120 1,500 80 1,300 70
6 2,600 180 2,000 140 1,400 90 1,200 80
7 2,370 205 1,830 160 1,290 110 1,080 90
8 2,200 230 1,700 180 1,200 130 990 100
10 1,750 330 1,350 250 950 160 800 130
12 1,450 330 1,100 260 800 180 660 140
14 1,250 315 950 245 690 175 570 135
15 1,170 325 900 255 640 175 530 135
16 1,100 330 850 260 600 180 500 140
18 980 335 760 260 530 180 440 140
20 880 340 680 260 480 180 400 140
22 800 305 620 235 430 160 360 125
25 700 330 540 250 380 170 320 140
28 620 305 480 235 340 165 290 140
30 580 300 450 230 320 170 270 140
32 510 260 390 200 280 150 240 125
35 430 260 330 205 240 150 200 125
40 350 210 270 170 190 120 160 100
YAHE "“’L
Depth of Cut
0.5D

RVRHM-L

BRI (MEtDE)

Recommended Milling Conditions (Side Milling)

I gl mild steels R EEH Carbon steels %%ﬁ mé”g]%ﬁeeb SREEH Hardened steels
= Garbon steels 3 Structure steels - ,
Mv:tzrrli(al gzﬁﬁgasﬂmn EE&HH Aloysteels 7’6!, \—K>/88 prehardened steels ATV LA Stainless steels
(~HRC20) (HRC20~HRC30) (HRC30~HRC35) (HRC35~HRC40)
STRENGTH ~800N/mm? 800~1000N/mm? 1000~1200N/mm? 1200~1300N/mm?
Tz R ) R 2% GRS %0 Gl %0
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mim) (mm/min) (mim) (mm/min) (mim) (mm/min) (mim™) (mm/min)
5 1,960 100 1,540 85 1,050 55 910 50
6 1,820 125 1,400 100 980 65 840 55
7 1,660 145 1,280 110 900 80 760 65
8 1,540 160 1,190 125 840 90 700 70
10 1,230 230 950 175 670 110 560 90
12 1,020 230 770 180 560 125 460 100
14 880 220 670 170 480 120 400 95
15 820 230 630 180 450 120 370 95
16 770 230 600 180 420 125 350 100
18 690 235 530 180 370 125 310 100
20 620 240 480 180 340 125 280 100
25 490 230 380 175 270 120 220 100
30 410 210 320 160 220 120 190 100
AL E mL
Depth of Cut
0.1D

m CM END MILLS High Speed Steel



STT-TIALN®

TIAINI—F R&yF1—

. | —
TiAIN Coated STATTY G
i —

B figy X 3 Fig3

21

%%% ******* - 4 %@ 7777777 I

aw . — SRR DX

BE D= ARG e piEe

2 Fig.2 ] 4 Fig4 ]
3| <2 5
N R s

~/ et 20°

BR BR
*Y—JUNo. HA4ZX (DX 6) 2R() BR IYOE FIRTSYME ¢d A& (F9)

Tool No. Size Overall Length Flute Length Shank Dia. Tip Dia. Price (%) Fig.

YT20819 1X 60° 50 4 3 0.06 0.25 2,290 1
YT20820 2 X 60° 50 8 3 0.13 0.5 2,130 1
YT20821 3 X 60° 50 10 3 0.19 0.75 1,640 2
YT20822 4 X 60° 55 12 4 0.25 1 1,640 2
YT20823 5% 60° 60 15 5 0.31 1.25 1,770 2
YT20824 6 X 60° 70 20 6 0.38 1.5 1,770 2
YT20825 8 X 60° 80 25 8 0.4 1.6 2,250 2
YT20826 10 X 60° 90 25 10 0.5 2 3,240 2
YT20827 12 X 60° 105 30 12 0.6 2.4 4,500 2
YT20828 16 X 60° 120 35 16 0.8 3.2 7,900 2
YT20829 20 X 60° 140 40 20 1 4 11,290 2
YT20767 1Xx 90° 50 4 3 0.15 — 1,920 3
YT20768 2 x 90° 50 8 3 0.2 — 1,780 3
YT20769 3 X 90° 50 10 3 0.3 — 1,370 4
YT20770 4 X 90° 55 12 4 0.6 — 1,450 4
YT20771 5x 90° 60 15 5 0.7 — 1,680 4
YT20772 6 X 90° 70 20 6 0.8 — 1,750 4
YT20773 8 X 90° 80 25 8 0.9 — 2,120 4
YT20774 10 X 90° 90 25 10 1.2 — 2,590 4
YT20775 12 X 90° 105 30 12 1.5 — 3,670 4
YT20776 16 X 90° 120 35 16 1.9 — 6,620 4
YT20777 20 X 90° 140 40 20 2.3 — 9,490 4
YT22506 25 X 90° 165 45 25 2.9 — 25,520 4
YT22507 32 X 90° 170 50 32 3.7 — 37,190 4
YT20778 1 X 120° 50 4 3 0.15 — 1,920 3
YT20779 2 X 120° 50 8 3 0.3 — 1,780 3
YT20780 3 X 120° 50 10 3 0.4 — 1,370 4
YT20781 4 X 120° 55 12 4 0.5 — 1,450 4
YT20782 5 X% 120° 60 15 5 0.7 — 1,680 4
YT20783 6 X 120° 70 20 6 0.8 — 1,750 4
YT20784 8 X 120° 80 25 8 1 — 2,120 4
YT20785 10 X 120° 90 25 10 1.2 — 2,590 4
YT20786 12 X 120° 105 30 12 1.4 — 3,670 4
YT20787 16 X 120° 120 35 16 1.9 — 6,620 4
YT20788 20 X 120° 140 40 20 2.3 — 9,490 4
YT22508 25 X 120° 160 45 25 2.9 — 25,520 4
YT22509 32 X 120° 170 50 32 3.7 — 37,190 4
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STATTY
1 Fig. . 2 Fig2 .
21
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;5 1=K HEDE . ‘
Y—JUNo. HALZ (DX O) 2R() BR U E K77y MR & (F3)
Tool No. Size Overall Length Flute Length Shank Dia. Tip Dia. Price (¥) Fig.

YT20745 1X 90° 50 4 3 0.15 1,100 1
YT20746 2 X 90° 50 8 3 0.2 1,100 1
YT20747 3 X 90° 50 10 3 0.3 830 2
YT20748 4 X 90° 55 12 4 0.6 830 2
YT20749 5Xx 90° 60 15 5 0.7 900 2
YT20750 6 X 90° 70 20 6 0.8 900 2
YT20751 8 X 90° 80 25 8 0.9 1,100 2
YT20752 10 X 90° 90 25 10 1.2 1,540 2
YT20753 12 X 90° 105 30 12 1.5 2,250 2
YT20754 16 X 90° 120 35 16 1.9 3,700 2
YT20755 20 X 90° 140 40 20 2.3 4,930 2
YT20756 1% 120° 50 4 3 0.15 1,100 1
YT20757 2 X 120° 50 8 3 0.3 1,100 1
YT20758 3 X 120° 50 10 3 0.4 830 2
YT20759 4 X 120° 55 12 4 0.5 830 2
YT20760 5 X 120° 60 15 5 0.7 900 2
YT20761 6 X 120° 70 20 6 0.8 900 2
YT20762 8 X 120° 80 25 8 1 1,100 2
YT20763 10 X 120° 90 25 10 1.2 1,540 2
YT20764 12 X 120° 105 30 12 1.4 2,250 2
YT20765 16 X 120° 120 35 16 1.9 3,700 2
YT20766 20 X 120° 140 40 20 2.3 4,930 2

UIHIEE 37,
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STTLS-TIALN®

TIAINd—F RZ2yT7q— AYVTIvY
TiAIN Coated STATTY Long Shank

s 0 @ =
P — ER

Y—JUNo. HALZX (DX 6) 2R() BR IvUE Fem 75y ME & (F3)
Tool No. Size Overall Length Flute Length Shank Dia. Tip Dia. Price (¥)
YT20830 3 X 90° 80 10 3 0.3 3,340
YT20831 4 X 90° 100 12 4 0.6 3,340
YT20832 5 %X 90° 100 15 5 0.7 3,700
YT20833 6 X 90° 150 20 6 0.8 4,340
YT20834 8 X 90° 150 25 8 0.9 5,340
YT20835 10 X 90° 200 25 10 1.2 7,340
YT20836 12 X 90° 200 30 12 1.5 9,340
YT20837 16 X 90° 200 35 16 1.9 15,340
YT20838 20 X 90° 200 40 20 2.3 21,000
YT22510 25 X 90° 220 45 25 29 48,790
YT22511 32 X 90° 240 50 32 3.7 89,640

VIEIEIC ey A
_Milling Conditions =~ "
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STATTY DRILLS i

o COTIALNG
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TiAIN Coated Carbide STATTY
1 Fig.1 3 Fig3

21

femr——3  temr——:

N Seimf120° . 01=FImED6x
BE 2= £BEDGx BE

2 Fig.2 ] 4 Fig4 ]
3| < - <o 1 &
QY | 9 = 14
%EN%/ SiHA120° -

Y—JUNo. HALZX (DX 6) 2R() BR YR FERISVNME ¢d i (F3)
Tool No. Size Overall Length Flute Length Shank Dia. Tip Dia. Price (¥) Fig.
YT20839 1X 60° 40 4 3 0.08 0.25 6,290 1
YT20840 2 X 60° 40 8 3 0.15 0.5 6,000 1
YT20841 3 X 60° 40 10 3 0.23 0.75 4,950 2
YT20842 4 X 60° 50 12 4 0.3 1 5,750 2
YT20843 5X 60° 50 15 5 0.38 1.25 8,020 2
YT20844 6 X 60° 50 20 6 0.45 1.5 8,020 2
YT20845 8 X 60° 60 25 8 0.48 1.6 11,000 2
YT20846 10 X 60° 70 25 10 0.6 2 13,940 2
YT20847 12 X 60° 80 30 12 0.72 2.4 16,920 2
YT20848 1Xx 90° 40 4 3 0.15 — 5,750 3
YT20849 2 X 90° 40 8 3 0.3 — 5,420 3
YT20850 3 X 90° 40 10 3 0.45 — 4,500 4
YT20851 4 X 90° 50 12 4 0.6 — 5,250 4
YT20852 5% 90° 50 15 5 0.75 — 7,290 4
YT20853 6 X 90° 50 20 6 0.9 — 7,290 4
YT20854 8 X 90° 60 25 8 1.2 — 10,000 4
YT20855 10 X 90° 70 25 10 1.5 — 12,670 4
YT20856 12 X 90° 80 30 12 1.8 — 15,340 4
— YT23577 1 X 120° 40 4 3 0.15 — 5,750 3
YT23578 2 X 120° 40 8 3 0.3 — 5,420 3
YT23579 3 X 120° 40 10 4 0.45 — 4,500 4
YT23580 4 X 120° 50 12 4 0.6 — 5,250 4
YT23581 5 X 120° 50 15 4 0.75 — 7,290 4
YT23582 6 X 120° 50 20 4 0.9 — 7,290 4
YT23583 8 X 120° 60 25 4 1.2 — 10,000 4
YT23584 10 X 120° 70 25 4 1.5 — 12,670 4
— YT23585 12 X 120° 80 30 4 1.8 — 15,340 4
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Revo Drills 5D with Internal Coolant Supply for Titanium Alloys

" T
ﬂﬁmﬁ @ /3 Oo

@D h6

Y—JUNo. EfE(¢D) £2&R(L) BRWE) YvI& @& E) Y—JUNo. EfE(¢D) £2R(L) BRWE) YvI& @)

Tool No. Drill Dia. ~ Overall Length ~ Flute Length ~ Shank Dia. Price (¥) Tool No. Drill Dia. ~ Overall Length ~ Flute Length ~ Shank Dia. Price (¥)
YT20128 3 63 24 3 21,440 YT20162 7.6 91 48 8 31,240
YT20129 3.2 69 32 4 22,040 YT20163 7.7 91 48 8 31,240
YT20130 3.3 69 32 4 22,040 YT20164 7.8 91 48 8 31,240
YT20131 3.4 69 32 4 22,040 YT20165 8 91 48 8 31,240
YT20132 3.5 69 32 4 22,040 YT20166 8.1 103 55 10 36,400
YT20133 3.7 69 32 4 22,040 YT20167 8.2 103 55 10 36,400
YT20134 3.8 69 32 4 22,040 YT20168 8.3 103 55 10 36,400
YT20135 4 69 32 4 22,040 YT20169 8.5 103 55 10 36,400
YT20136 4.2 80 38 5 22,940 YT20170 8.6 103 55 10 36,400
YT20137 4.5 80 38 5 22,940 YT20171 8.8 103 55 10 36,400
YT20138 4.6 80 38 5 22,940 YT20172 8.9 103 55 10 36,400
YT20139 4.8 80 38 5 22,940 YT20173 9 103 55 10 36,400
YT20140 4.9 80 38 5 22,940 YT20174 9.2 103 55 10 43,500
YT20141 5 80 38 5 22,940 YT20175 )33 103 55 10 43,500
YT20142 5.1 82 40 6 23,700 YT20176 9.4 103 55 10 43,500
YT20143 5.2 82 40 6 23,700 YT20177 9.5 103 55 10 43,500
YT20144 5.3 82 40 6 23,700 YT20178 9.7 103 55 10 43,500
YT20145 5.4 82 40 6 23,700 YT20179 9.8 103 55 10 43,500
YT20146 5.5 82 40 6 23,700 YT20180 10 103 55 10 43,500
YT20147 5.7 82 40 6 23,700 YT20181 10.2 120 60 12 53,500
YT20148 5.8 82 40 6 23,700 YT20182 10.5 120 60 12 53,500
YT20149 5.9 82 40 6 23,700 YT20183 10.8 120 60 12 53,500
YT20150 6 82 40 6 23,700 YT20184 11 120 60 12 53,500
YT20151 6.1 91 48 8 26,340 YT20185 11.2 120 66 12 58,500
YT20152 6.2 91 48 8 26,340 YT20186 11.5 120 66 12 58,500
YT20153 6.3 91 48 8 26,340 YT20187 11.7 120 66 12 58,500
YT20154 6.4 91 48 8 26,340 YT20188 11.8 120 66 12 58,500
YT20155 6.5 91 48 8 26,340 YT20189 12 120 66 12 58,500
YT20156 6.8 91 48 8 26,340 YT20190 12.1 126 72 14 68,200
YT20157 6.9 91 48 8 26,340 YT20191 12.5 126 72 14 68,200
YT20158 7 91 48 8 26,340 YT20192 12.8 126 72 14 68,200
YT20159 7.2 91 48 8 31,240 YT20193 12.9 126 72 14 68,200
YT20160 7.4 91 48 8 31,240 YT20194 13 126 72 14 68,200
YT20161 7.5 91 48 8 31,240
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Revo Drills 7D with Internal Coolant Supply for Titanium Alloys

@D h6

Y—JUNo. EE(¢D) 2R(L) BERWQ) IvY7E &) Y—JUNo. EfE(¢D) £2&R(L) BRW) YvI& @)

Tool No. Drill Dia. ~ Overall Length ~ Flute Length  Shank Dia. Price (¥) Tool No. Drill Dia. ~ Overall Length ~ Flute Length  Shank Dia. Price (¥)
YT20195 3 81 33 3 23,540 YT20229 7.6 118 70 8 38,840
YT20196 3.2 92 44 4 24,740 YT20230 7.7 118 70 8 38,840
YT20197 3.3 92 44 4 24,740 YT20231 7.8 118 70 8 38,840
YT20198 3.4 92 44 4 24,740 YT20232 8 118 70 8 38,840
YT20199 3.5 92 44 4 24,740 YT20233 8.1 127 80 10 48,240
YT20200 3.7 92 44 4 24,740 YT20234 8.2 127 80 10 48,240
YT20201 3.8 92 44 4 24,740 YT20235 8.3 127 80 10 48,240
YT20202 4 92 44 4 24,740 YT20236 8.5 127 80 10 48,240
YT20203 4.2 100 45 5 27,070 YT20237 8.6 127 80 10 48,240
YT20204 4.5 100 45 5 27,070 YT20238 8.8 127 80 10 48,240
YT20205 4.6 100 45 5 27,070 YT20239 8.9 127 80 10 48,240
YT20206 4.8 100 45 5 27,070 YT20240 9 127 80 10 48,240
YT20207 4.9 100 45 5 27,070 YT20241 9.2 136 85 10 56,170
YT20208 5 100 45 5 27,070 YT20242 )33 136 85 10 56,170
YT20209 5.1 100 51 6 29,440 YT20243 9.4 136 85 10 56,170
YT20210 5.2 100 51 6 29,440 YT20244 9.5 136 85 10 56,170
YT20211 5.3 100 51 6 29,440 YT20245 9.7 136 85 10 56,170
YT20212 54 100 51 6 29,440 YT20246 9.8 136 85 10 56,170
YT20213 5.5 100 51 6 29,440 YT20247 10 136 85 10 56,170
YT20214 5.7 100 51 6 29,440 YT20248 10.2 149 93 12 63,540
YT20215 5.8 100 51 6 29,440 YT20249 10.5 149 93 12 63,540
YT20216 5.9 100 51 6 29,440 YT20250 10.8 149 93 12 63,540
YT20217 6 100 51 6 29,440 YT20251 11 149 93 12 63,540
YT20218 6.1 109 60 8 33,900 YT20252 11.2 155 102 12 74,270
YT20219 6.2 109 60 8 33,900 YT20253 11.5 155 102 12 74,270
YT20220 6.3 109 60 8 33,900 YT20254 11.7 155 102 12 74,270
YT20221 6.4 109 60 8 33,900 YT20255 11.8 155 102 12 74,270
YT20222 6.5 109 60 8 33,900 YT20256 12 155 102 12 74,270
YT20223 6.8 109 60 8 33,900
YT20224 6.9 109 60 8 33,900
YT20225 7 109 60 8 33,900
YT20226 7.2 118 70 8 38,840
YT20227 7.4 118 70 8 38,840
YT20228 7.5 118 70 8 38,840

tIHISHE 3,
_ Milling Conditions = ™"



N R CDHISRE

FEIHIEME (2,21 >/%) Recommended Drilling Conditions (Centering) %TiAINIZ20%77v 7
EEPS ] . FILE= LS
WHIM  wemassa00  REMSS0C  ARMSIMA0  FuA—Fom  BEkFQs0 N7 oi A T Kmion =
Mat?%rrial Mild steels Carbon steels Alloy steels Sr;?&;':’;lzﬁ('jg;f Castiron Sl N?rﬁ;%)%al%ys
R eIk x4 (BT b-3J) Ik x4 EIE %5 be)) (EIET2¢ x4 =k x4 (Bl b-3J)
D Rotation Feed Rotation _ Rotation Feed Rotation Feed Rotation _ Rotation Feed Rotation _
(mim®)  (mm/min)  (mim™")  (mm/min)  (mim?)  (mm/min)  (mim™)  (mm/min)  (mim?) (mm/min) - (mimT) - (mm/min)  (mim?) (mm/min)
1 12,700 | 254 12,700 | 254 8,000 160 3,800 57 12,700 | 254 3,800 57 19,100 | 573
2 6,400 | 256 6,400 | 256 4,000 160 1,900 57 6,400 | 256 1,900 57 9,500 | 570
3 4,200 | 252 4,200 | 252 2,700 162 1,300 59 4,200 | 252 1,300 59 6,400 | 512
4 3,200 | 256 3,200 | 256 2,000 160 950 57 3,200 | 256 950 57 4,800 | 480
5 2,500 | 250 2,500 | 250 1,600 160 760 53 2,500 | 250 760 53 3,800 | 475
6 2,100 | 252 2,100 | 252 1,300 156 640 58 2,100 | 252 640 58 3,200 | 480
8 1,600 | 240 1,590 | 239 1,000 150 480 53 1,600 | 240 480 53 2,400 | 480
10 1,300 | 234 1,300 | 234 800 144 380 49 1,300 | 234 380 49 1,900 | 475
12 1,060 | 212 1,060 | 212 660 132 320 48 1,060 | 212 320 48 1,600 | 480
16 800 | 192 800 | 192 500 120 240 46 800 | 192 240 46 1,200 | 480
20 640 179 640 | 179 400 112 190 42 640 | 179 190 42 1,000 | 480
25 510 | 168 510 | 168 320 106 150 38 510 | 168 150 38 800 | 480
32 400 | 160 400 | 160 250 100 120 38 400 | 160 120 38 600 | 456
EAETEIEA (AW III) Recommended Drilling Conditions (Counter Sinking) %TiAINIX20%77v 7
HL R = FIVE=OLES
WHIM  mEBHISSA00  REMSS0C  ARMSIMA0 FUAFom  BEkFCs0  AZoh A AT
Mat%rial Mild steels Carbon steels Alloy steels Sfﬁ?sééfgk 4:(‘) %«‘;‘ s Castiron e Ngﬁﬁfﬁys
BER Ik G- D) E#E =Y Bk G- ) I G- D) Bk G- ) 1L G- D) E#E =Y
Rotation Feed Rotation Rotation Feed Rotation Feed Rotation Rotation Feed Rotation ‘
D (mim™)  (mm/min)  (mim™")  (mm/min)  (mim™  (mm/min)  (mim™)  (mm/min)  (mim?) (mm/min)  (mim™) (mm/min)  (mim™)  (mm/min)
1 12,700 | 160 |12,700 | 160 8,000 80 3,800 30 12,700 | 350 3,800 30 19,100 | 320
2 6,400 | 160 6,400 | 160 4,000 80 1,900 30 6,400 | 350 1,900 30 9,500 | 320
3 4,200 | 160 4,200 | 160 2,700 80 1,300 30 4,200 | 350 1,300 30 6,400 | 320
4 3,200 | 160 3,200 | 160 2,000 80 950 30 3,200 | 350 950 30 4,800 | 320
5 2,500 | 160 2,500 | 160 1,600 80 800 30 2,500 | 350 760 30 3,800 | 320
6 2,100 | 160 2,100 | 160 1,300 80 640 30 2,100 | 350 640 30 3,200 | 320
8 1,600 | 160 1,600 | 160 1,000 80 480 30 1,600 | 350 480 30 2,400 | 320
10 1,300 | 160 1,300 | 160 800 80 380 30 1,300 | 350 380 30 1,900 | 320
12 1,060 | 160 1,060 | 160 660 80 320 30 1,060 | 350 320 30 1,600 | 320
16 800 | 160 800 | 160 500 80 240 30 800 | 350 240 30 1,200 | 320
20 640 | 140 640 | 140 400 80 190 30 640 | 320 190 30 1,000 | 300
25 510 | 128 510 | 128 320 74 150 29 510 | 296 150 29 800 | 296
32 400 120 400 | 120 250 70 120 28 400 | 252 120 28 600 | 288
BT YIRS
FENHIZME (2,21 /%) Recommended Drilling Conditions (Centering)
2150 = TIVEZULa®
WM mEmHISSA00  REMSS0C  ALMSIMA0 FuAFLm  #EkFQs0 17 Aldrinun aloys
Material Mild steels Carbon steels Alloy steels gﬁ?&;;’;‘fﬁ i‘;‘?;‘ s Castiron SEinEw sedk N?rﬁe%)%al%ys
BR 1LY b= (BTS¢ b= Ik x4 EIE %5 be3)) Bk 2 x4 [EIER54 b-) (BTS¢ b=
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation _ Rotation Feed Rotation _
b (mim®)  (mm/min)  (mim™)  (mm/min)  (mim")  (mm/min)  (mim™)  (mm/min)  (mim?) (mm/min) - (mimT) - (mm/min) - (mim™) - (mm/min)
1 25500 | 510 [19,100 | 380 [15,900 320 9,500 140 | 27,100 | 540 8,000 120 | 57,300 | 1,720
2 12,700 | 510 9,500 | 380 8,000 320 4,800 140 | 13,500 | 540 4,000 120 | 28,600 | 1,720
3 8,500 | 510 6,400 | 380 5,300 320 3,200 140 9,000 | 540 2,700 120 | 19,100 | 1,530
4 6,400 | 510 4,800 | 380 4,000 320 2,390 140 6,800 | 540 1,990 120 | 14,300 | 1,430
5 5,100 | 510 3,800 | 380 3,200 320 1,910 130 5,400 | 540 1,590 110 11,500 | 1,430
6 4,200 | 500 3,200 | 380 2,700 320 1,590 140 4,500 | 540 1,330 120 9,500 | 1,430
8 3,200 | 480 2,390 | 360 2,000 300 1,190 130 3,400 | 510 990 110 7,200 | 1,430
10 2,500 | 450 1,900 | 340 1,590 290 950 120 2,700 | 490 800 100 5,700 | 1,430
12 2,120 | 420 1,590 | 320 1,330 270 800 120 2,250 | 450 660 100 4,800 | 1,430
B AENHIZA (EHWHIII) Recommended Drilling Conditions (Counter Sinking)
\ ZARH =- TIVE= LGS
WHIM Mm@ SSA00  REMISSOC  ARMSCMA0  Fun—rom  BEKFCS0  AZpb B T
Material Mild steels Carbon steels Alloy steels S'E?E;;::’;;;:'E 4% I)?lfll s Cast iron SBinlecisteals N?rﬁfr%)%al%ys
B2 [El#nEk %) [ElEREL b= Bk x4 L2 b)) (EIETR<¢ b= [EIER24 b-J) [EIETRS¢ b=
D Rotation Feed Rotation eed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mim) (mm/min) (mim?)  (mm/min)  (mim™) (mm/min) (mim?)  (mm/min)  (mim™) (mm/min)  (mim™) (mm/min) (mim™)  (mm/min)
1 25,500 | 320 | 19,100 | 240 [15,900 160 9,500 80 27,100 | 750 8,000 60 57,300 | 860
2 12,700 | 320 9,500 | 240 8,000 160 4,800 80 13,500 | 750 4,000 60 28,600 | 860
3 8,500 | 320 6,400 | 240 5,300 160 3,200 80 9,000 | 750 2,700 60 19,100 | 860
4 6,400 | 320 4,800 | 240 4,000 160 2,390 80 6,800 | 750 1,990 60 14,300 | 860
5 5,100 | 320 3,800 | 240 3,200 160 1,900 80 5400 | 750 1,590 60 11,500 | 860
6 4,200 | 320 3,200 | 240 2,700 160 1,590 80 4,500 | 750 1,330 60 9,500 | 860
8 3,200 | 320 2,400 | 240 2,000 160 1,190 80 3,400 | 750 990 60 7,200 | 860
10 2,500 | 320 1,900 | 240 1,600 160 950 80 2,700 | 750 800 60 5,700 | 860
12 2,120 | 320 1,590 | 240 1,330 160 800 80 2,250 | 750 660 60 4,800 | 860
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Recommended Milling Conditions

ZYTIVEE  Heatresistantalloy

T L RA T > L Rifl

W FEEE Traniumaloy AA%IV718 Inconel 718 SUS630 (17-4PH) F—RTFAMRATV LR
e Ti-6AI-4V DRISOA Waspeloy SUS631(17-7PH) S
atera (HRC34) JNAT A C-22 Hastelloy Precipitation hardened stainless steels Pusisiie SiElzss szl
ez 55~70m/min 25~35m/min 20~30m/min 30~40m/min
utting speed
o R 21 R =) Gl =) RS =)
D Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mim) (mm/min) (mim) (mm/min) (mim) (mm/min) (mim™) (mm/min)
3 5,840 0.03 ~0.06 2,655 0.03 ~0.06 2,120 0.03 ~0.06 3,230 0.03 ~0.06
4 4,380 0.04 ~0.09 1,990 0.04 ~0.09 1,590 0.04 ~0.09 2,380 0.04 ~0.09
5 3,500 0.05~0.1 1,590 0.05~0.1 1,270 0.05~0.1 1,910 0.05~0.1
6 2.920 0.06 ~0.11 1,325 0.06 ~0.11 1,060 0.06 ~0.11 1,590 0.06 ~0.11
8 2,190 0.08 ~0.13 955 0.08 ~0.13 800 0.08~0.13 1,190 0.08~0.13
10 1,750 0.1 ~0.15 795 0.1 ~0.15 640 0.1 ~0.15 950 0.1 ~0.15
12 1,460 0.12~0.17 660 0.12~0.17 530 0.12~0.17 800 0.12~0.17
13 1,345 0.13~0.18 610 0.13~0.18 490 0.13~0.18 740 0.13~0.18
EEYIHIS G
Recommended Milling Conditions
-y = Heat resistant allo AT ] _ _
HHF 9’-’;’!“/‘3‘3 Titanium alloy ,r;gl?li}:ll/%a Inconel 718 g z@%gg%ﬁﬁ;ﬁ a F—RTFACRATV LR
o Ti-6Al-4V DRINEA  Waspaloy SUS631(17-7PH) S
s (HRC34) INAT l:l’f C-22 Hastelloy Precipitation hardened stainless steels Austenitic stainless steels
HEE 50~65m/min 20~30m/min 15~25m/min 25~35m/min
utting speed
EE L2 b= [EIER24 b= [EIER2Y b)) [EIETR2¢ x4
D Rotgtiqn Feed Rot_atipn ' Rot_atipn ] Rot_atipn Feed
(mimT) (mm/min) (mim™) (mm/min) (mim) (mm/min) (mim™) (mm/min)
3 5,310 0.03 ~0.06 2,125 0.03 ~0.06 1,590 0.03 ~0.06 2,650 0.03 ~0.06
4 3,980 0.04 ~0.09 1,590 0.04 ~0.09 1,190 0.04 ~0.09 1,990 0.04 ~0.09
5 3,185 0.05~0.1 1,275 0.05~0.1 960 0.05~0.1 1,590 0.05~0.1
6 2,655 0.06 ~0.11 1,060 0.06 ~0.11 800 0.06 ~0.11 1,320 0.06 ~0.11
8 1,990 0.08 ~0.13 795 0.08 ~0.13 600 0.08~0.13 1,000 0.08 ~0.13
10 1,590 0.1 ~0.15 635 0.1 ~0.15 480 0.1 ~0.15 800 0.1 ~0.15
12 1,325 0.12~0.17 530 0.12~0.17 400 0.12~0.17 660 0.12~0.17
13 1,225 0.13~0.18 490 0.13~0.18 370 0.13~0.18 610 0.13~0.18




Y—JUNo. AE AR &R v/ (M)
Tool No. Dia.of Mill  Lengthof Cut Overall Length  Shank Dia. Price (¥)

o [~ YT23486 2 4 48 6 11,750
218 F Y—AYybFIVEIV YT23487 3 7 48 6 | 12,820
2 Flutes Cermet End Mills YT23488 4 10 60 8 19,650
YT23489 5 12 60 8 19,650
YT23490 6 12 60 8 19,650
YT23491 7 16 68 10 28,540
YT23492 8 19 68 10 28,540
YT23493 9 19 68 10 28,540
E1E - SRERIMNIHAERETT, YT23494 10 22 73 12 34,840
High speed and high efficiency cutting YT23495 11 22 73 12 34,840
YT23496 12 26 73 12 34,840
EEYINISHS
Recommended Milling Conditions
A %8 S50C A28 SCM400 AR Voldsteels 92 SCMA00
Work Carbon steels Alloy steels AT [/Xﬂﬂ Sieffisissk Hardened steels
et T1)IN\— R /88 Prehardened steels
(~HRC20) (HRC20~HRC30) (HRC25~HRC40) (HRC41~HRC50)
- V_60r?n/m!n ~ V_SOran/m!n %0 V_40r2n/m!n - V_35r?n/m!n -
Bie) % V=90m/min V=80m/min V=70m/min V=50m/min
ofmil 1 [E]EnEk Feed B Feed EIErSy Feed [ElEREk Feed
(mm/min) (mm/min) (mm/min) (mm/min)

Rotation (mim) Rotation (mim') Rotation (mim™") Rotation (mim™')

2 9,500~14,300f 190~280 |8,000~12,700 160~250 |6,400~11,100| 130~220 5,600~8,000 | 110~160
3 6,300~ 9,500f 190~280 |5,300~ 8,500, 160~260 |4,200~ 7,400| 130~220 3,700~5,300 | 110~160
4 4,800~ 7,200| 190~280 (4,000~ 6,400| 160~260 |3,200~ 5,600/ 130~220 2,800~4,000 | 110~160
5 3,800~ 5,700| 150~230 |3,200~ 5,100/ 130~200 |2,500~ 4,400/ 100~180 2,200~3,200 90~130
6 3,200~ 4,800f 150~190 2,650~ 4,200 130~210 |2,100~ 3,700/ 100~190 1,850~2,650 90~130
7 2,700~ 4,100f 160~250 2,300~ 3,600, 140~220 |1,800~ 3,200/ 110~190 1,600~2,300 90~130
8 2,400~ 3,500f 140~220 2,000~ 3,100 120~190 |1,600~ 2,800/ 100~170 1,470~2,000 80~110
9 2,100~ 3,200/ 130~200 1,800~ 2,800, 110~170 |1,400~ 2,500 80~150 1,200~1,750 70~100
10 1,900~ 2,900| 150~220 |[1,600~ 2,550| 130~210 |1,300~ 2,200/ 100~170 1,100~1,600 75~110
11 1,700~ 2,600/ 130~200 1,450~ 2,300/ 120~180 |1,150~ 2,000 90~150 1,000~1,450 70~100
12

1,600~ 2,400| 150~220 1,350~ 2,150| 130~210 1,050~ 1,850| 100~170 950~1,350 80~110

JBtIE {AIELIE
Slotting Side milling
= =
Di?oﬁ\:/\ill dxw DiZJo#wm dxw
2 0.2X2 2 3 X0.2
3 0.2X3 3 45X%X0.3
4 0.2x4 w 4 6 X04
5 0.3X5 5 7.5X%0.5 d
6 03X6 dL 6 9 X06
7 03X7 7 10.5X0.7
8 0.4X8 8 12 X0.8 w
9 0.4X9 9 13.5X0.9
10 0.4%X10 10 15 X1
11 0.4X11 11 16.5X 1.1
12 0.4X12 12 18 X1.2




CUTIERS 55
BCMC P

3t¢A 7IVER REERYAYZ
Inside Chamfering Cutters for Aluminum 45'] N \K -
HEnE Bl % 8
0~-0.02 _‘\
L1 L2 |

INETR (p1.4~) ODREEEEY D EIRE T,

*Y—JUNo. B OE iz AE AR YIHE BR HE &R vV NI @)
Tool No. Code No. D1 Angle L1 H L2 D2 L d Cutting Range  Price (¥)
YT22499 BCMC(C1.2%3.5%45° 1.2 45° 1.2 0.325 3.5 0.45 51 3 1.4~1.7| 21,000
YT22500 BCMC1.2X5x45° 1.2 45° 1.2 0.325 5 0.45 51 3 1.4~1.7| 21,340
YT22501 BCMC(C1.3 X3.5X45° 1.3 45° 1.3 0.35 3.5 0.5 51 3 1.7~2 | 21,000
YT22502 BCMC1.3 X5 X 45° 1.3 45° 1.3 0.35 5 0.5 51 3 1.7~2 | 21,340
YT22503 BCMC1.8X5x45° 1.8 45° 1.8 0.45 5 0.8 51 3 23~26| 21,670
YT22504 BCM(C2.4X10X45° 2.4 45° 2.4 0.65 10 1 51 3 3~4 22,000

YIRS Recommended Milling Conditions
HME OUIHEE EEH O wEioxY XY Ay AR

Flute Dia. (m/min) (min") (mm/3) (mm/min)
1.2 20 7,700 0.01 231 v
1.3 20 7,000 0.015 315 LI
1.8 30 7,300 0.015 329 Ay
2.4 40 7,500 0.015 338 )

SUS-BCMC

3A RFVLAR AEEIYAYEZ

Inside Chamfering Cutters for Stainless

1 |
¢d
005

INEIN (p1A~¢p2.4) DRFERE 8|45 T
By & EEERY S AR T - nd -
*Y—JUNo. B OE Nz AE AR UHER BER HE 2R vV NI @)
Tool No. Code No. D1 Angle L1 H L2 D2 L d Cutting Range  Price (¥)
YT23497 SUS-BCMC1.3X3.5x45° 1.3 45° 1.3 0.2 3.5 0.8 50 3 14~4 26,000
YT23498 | SUS-BCMC1.3X5X45° 1.3 45° 1.3 0.2 5 0.8 50 3 14~4 26,400
YT23499 | SUS-BCMC2.3X6Xx45° 2.3 45° 2.3 0.5 6 1.2 50 3 24~7 26,700
YT23500 | SUS-BCM(C2.3X8x45° 2.3 45° 23 0.5 8 1.2 50 3 24~7 27,200
YT23501 SUS-BCMC2.3 X 10X 45° 2.3 45° 2.3 0.5 10 1.2 50 3 24~7 28,200
YT23502 | SUS-BCMC3.8X8x45° 3.8 45° 3.8 0.85 8 2 50 4 39~115| 31,200
YT23503 | SUS-BCMC3.8 X 10X 45° 3.8 45° 3.8 0.85 10 2 50 4 3.9~115| 31,500
YT23504 | SUS-BCM(C3.8X 15X 45° 3.8 45° 3.8 0.85 15 2 50 4 39~11.5]| 33,400
YT23505 | SUS-BCMC5X 10X 45° 5 45° 5 1.05 10 2.8 50 6 51~15 | 44,500
YT23506 | SUS-BCMC5X 15X 45° 5 45° 5 1.05 15 2.8 60 6 5.1~15 | 46,400
YT23507 | SUS-BCMC5 X 20X 45° 5 45° 5 1.05 20 2.8 60 6 51~15 | 47,500
YT23508 | SUS-BCMC8X 15X 45° 8 45° 8 1.55 15 4.8 60 8 81~24 | 52,700
YT23509 | SUS-BCMC8 X 20X 45° 8 45° 8 1.55 20 4.8 70 8 8.1~24 | 55,400
YT23510 | SUS-BCMC8 X 25X 45° 8 45° 8 1.55 25 4.8 70 8 8.1~24 | 56,700

XAFEPSYU EIFSEIRIENFRUN BRENAEHNER L.
UIBISF Recommended Milling Conditions

RME Surface B Under Surface

SR UHRE [EERE 1EY0R) XY AvbARE AR UIHLRE EEREOIPEI0R) XY AvhAR 7ITTLA
Flute Dia.  (m/min)  (min")  (mm/HA)  (mm/min) Flute Dia. (m/min)  (min")  (mm/X) (mm/min) CHH

1.3 5 1,500 | 0.015 70 E 4w 1.3 10 3,000 | 0.015 135 v

2.3 10 1,800 | 0.015 80 g 2.3 15 2,700 | 0.015 125 v

3.8 10 1,100 | 0.015 50 EAr P 3.8 20 2,200 | 0.015 100 o X

5 20 |1,600] 0.015 | 75 [ 49> 5 20 |1,600| 0.015 | 75 | #uv 79

8 20 1,000 | 0.015 45 LA 8 20 1,000 | 0.015 45 B

CUTTERS @



ELECTROPLATED
ED EM Qc 253y HR G EBEAROTY FILIT
[CRE T,

9,{-\7 %I/ F3v This product is perfect for milling materials such
Electroplated Diamond End Mills as ceramic and quartz.
for Quartz & Ceramics

o NERE
5K3 % +0.05

K—MRAICKIEE #3250 L3t EMNT, #270 X FI3FRA EMTICELTWE D,

*Y—JUNo. Tool No. 3’]?% AR E-F QE "7‘\’77@ ﬁﬁ (Fq)

KIEE Grind Size : . Length Neck Overall : ;
£120 4140 %170  £200 %230 #270 £325 %400 #£600 U2 oG lengh  Lengih ShkDR Pe(v)

YT22540 | YT22541 | YT22542 | 0.3 h3 1.5 40 3 3,300

- - - - - - YT22543 | YT22544 | YT22545 | 0.3 h4 3 40 3 3,300

- - - - - - YT22546 | YT22547 | YT22548 | 0.4 h3 1.5 40 3 3,300

- - - - - - YT22549 | YT22550 | YT22551 | 0.4 n4 3 40 3 3,300

- - - - - - YT22552 | YT22553 | YT22554 | 0.4 h4 4.5 40 3 3,300

- - - - - - YT22555 | YT22556 | YT22557 | 0.4 h4 6 40 3 3,300

- - - YT22558 | YT22559 | YT22560 | YT22561 | YT22562 | YT22563 | 0.5 h3 1.5 40 3 3,300

- - - YT22564 | YT22565 | YT22566 | YT22567 | YT22568 | YT22569 | 0.5 h4 3 40 3 3,300

- - - YT22570 | YT22571 | YT22572 | YT22573 | YT22574 | YT22575| 0.5 h3 4.5 40 3 3,300

- - - YT22576 | YT22577 | YT22578 | YT22579 | YT22580 | YT22581 | 0.5 n4 6 40 3 3,300

- - - YT22582 | YT22583 | YT22584 | YT22585 | YT22586 | YT22587 | 0.5 h4 8 40 3 3,300

- - - YT22588 | YT22589 | YT22590 | YT22591 | YT22592 | YT22593 | 0.6 h3 1.5 40 3 2,940

- - - YT22594 | YT22595 | YT22596 | YT22597 | YT22598 | YT22599 | 0.6 ks 3 40 3 2,940

- - - YT22600 | YT22601 | YT22602 | YT22603 | YT22604 | YT22605 | 0.6 h4 4.5 40 3 2,940

- - - YT22606 | YT22607 | YT22608 | YT22609 | YT22610 | YT22611 | 0.6 h3 6 40 3 2,940

- - - YT22612 | YT22613 | YT22614 | YT22615 | YT22616 | YT22617 | 0.6 n3 8 40 3 2,940

- - - YT22618 | YT22619 | YT22620 | YT22621 | YT22622 | YT22623 | 0.7 h4 1.5 40 3 2,940

- - - YT22624 | YT22625 | YT22626 | YT22627 | YT22628 | YT22629 | 0.7 h43 3 40 3 2,940

- - - YT22630 | YT22631 | YT22632 | YT22633 | YT22634 | YT22635| 0.7 ks 4.5 40 3 2,940

- - - YT22636 | YT22637 | YT22638 | YT22639 | YT22640 | YT22641 | 0.7 h4 6 40 3 2,940

- - - YT22642 | YT22643 | YT22644 | YT22645 | YT22646 | YT22647 | 0.7 h3 8 40 3 2,940

- - - YT22648 | YT22649 | YT22650 | YT22651 | YT22652 | YT22653 | 0.8 2 2 40 3 2,940

- - - YT22654 | YT22655 | YT22656 | YT22657 | YT22658 | YT22659 | 0.8 2 4 40 3 2,940

- - - YT23480 | YT23481 | YT23482 | YT23483 | YT23484 | YT23485| 0.8 2 6 40 3 2,940

- - - YT22660 | YT22661 | YT22662 | YT22663 | YT22664 | YT22665 | 0.8 3 8 40 3 2,940

- - - YT22666 | YT22667 | YT22668 | YT22669 | YT22670 | YT22671 | 0.9 2 2 40 3 2,940

- - - YT22672 | YT22673 | YT22674 | YT22675 | YT22676 | YT22677 | 0.9 2 4 40 3 2,940

- - - YT22678 | YT22679 | YT22680 | YT22681 | YT22682 | YT22683 | 0.9 2 6 40 3 2,940

- - - YT22684 | YT22685 | YT22686 | YT22687 | YT22688 | YT22689 | 0.9 3 8 40 3 2,940

- - - YT22690 | YT22691 | YT22692 | YT22693 | YT22694 | YT22695 | 0.9 3 10 50 3 2,940
YT22696 | YT22697 | YT22698 | YT22699 | YT22700 | YT22701 | YT22702 - - 0.95 2 3 40 3 2,940
YT22703 | YT22704 | YT22705 | YT22706 | YT22707 | YT22708 | YT22709 - - 0.95 2 6 40 3 2,940
YT22710 | YT22711 | YT22712 | YT22713 | YT22714 | YT22715 | YT22716 - - 0.95 3 9 40 3 2,940
YT22717 | YT22718 | YT22719 | YT22720 | YT22721 | YT22722 | YT22723 - - 0.95 5 12 50 3 2,940
YT22724 | YT22725 | YT22726 | YT22727 | YT22728 | YT22729 - YT22730 | YT22731| 1 2 2 40 3 2,940
YT22732 | YT22733 | YT22734 | YT22735 | YT22736 | YT22737 - YT22738 | YT22739 | 1 2 4 40 3 2,940
YT22740 | YT22741 | YT22742 | YT22743 | YT22744 | YT22745 - YT22746 | YT22747 | 1 2 6 40 3 2,940
YT22748 | YT22749 | YT22750 | YT22751 | YT22752 | YT22753 - YT22754 | YT22755 | 1 3 8 40 3 2,940
YT22756 | YT22757 | YT22758 | YT22759 | YT22760 | YT22761 - YT22762 | YT22763 | 1 3 10 50 3 2,940
YT22764 | YT22765 | YT22766 | YT22767 | YT22768 | YT22769 - YT22770 | YT22771 | 1 5 12 50 3 2,940
YT22772 | YT22773 | YT122774 | YT22775 | YT22776 | Y122777 - YT22778 | YT22779 | 1 5 15 50 3 2,940
YT22780 | YT22781 | YT22782 | YT22783 - - - - - 1.45 2 3 40 3 2,940
YT22784 | YT22785 | YT22786 | YT22787 - - - - - 1.45 2 6 40 3 2,940
YT22788 | YT22789 | YT22790 | YT22791 | YT22792 | YT22793 - YT22794 | YT22795| 1.5 2 4 40 3 2,940
YT22796 | YT22797 | YT22798 | YT22799 | YT22800 | YT22801 - YT22802 | YT22803 | 1.5 2 6 40 3 2,940
YT22804 | YT22805 | YT22806 | YT22807 | YT22808 | YT22809 - YT22810 | YT22811| 1.5 3 8 40 3 2,940
YT22812 | YT22813 | YT22814 | YT22815 | YT22816 | YT22817 - YT22818 | YT22819| 1.5 3 10 50 3 2,940
YT22820 | YT22821 | YT22822 | YT22823 | YT22824 | YT22825 - YT22826 | YT22827 | 1.5 5 12 50 3 2,940
YT22828 | YT22829 | YT22830 | YT22831 | YT22832 | YT22833 - YT22834 | YT22835| 1.5 5 15 50 3 2,940
YT22836 | YT22837 | YT22838 | YT22839 | YT22840 | YT22841 - YT22842 - 1.8 2 4 40 3 2,940
YT22843 | YT22844 | YT22845 | YT22846 | YT22847 | YT22848 - YT22849 - 1.8 2 6 40 3 2,940
YT22850 | YT22851 | YT22852 | YT22853 | YT22854 | YT22855 - YT22856 - 1.8 3 8 40 3 2,940
YT22857 | YT22858 | YT22859 | YT22860 | YT22861 | YT22862 - YT22863 - 1.8 3 10 50 3 2,940
YT22864 | YT22865 | YT22866 | YT22867 | YT22868 | YT22869 - YT22870 - 1.8 5 12 50 3 2,940
YT22871 | YT22872 | YT22873 | YT22874 | YT22875 | YT22876 - YT122877 - 1.8 5 15 50 3 2,940
YT22878 | YT22879 | YT22880 | YT22881 | YT22882 | YT22883 - YT22884 - 2 2 4 40 3 2,940
YT22885 | YT22886 | YT22887 | YT22888 | YT22889 | YT22890 - YT22891 - 2 2 6 40 3 2,940
YT22892 | YT22893 | YT22894 | YT22895 | YT22896 | YT22897 - YT22898 - 2 3 8 40 3 2,940
YT22899 | YT22900 | YT22901 | YT22902 | YT22903 | YT22904 - YT22905 - 2 3 10 50 3 2,940
YT22906 | YT22907 | YT22908 | YT22909 | YT22910 | YT22911 - YT22912 - 2 5 12 50 3 2,940
YT22913 | YT22914 | YT22915 | YT22916 | YT22917 | YT22918 - YT22919 - 2 5 15 50 3 2,940
YT22920 | YT22921 | YT22922 | YT22923 | YT22924 | YT22925 - YT22926 - 2 5 20 50 3 2,940
YT22927 | YT22928 | YT22929 | YT22930 | YT22931 | YT22932 - YT22933 - 2.5 2 6 40 3 2,940
YT22934 | YT22935 | YT22936 | YT22937 | YT22938 | YT22939 - YT22940 - 2.5 3 8 40 3 2,940
YT22941 | YT22942 | YT22943 | YT22944 | YT22945 | YT22946 - YT22947 - 2.5 3 10 50 3 2,940
YT22948 | YT22949 | YT22950 | YT22951 | YT22952 | YT22953 - YT22954 - 2.5 5 12 50 3 2,940

® ELECTROPLATED



ELECTROPLATED

ED-EM-QC

Y —JUNo. ToolNo. HE AR BT 2R IR @@
RIFE Grind Size . . Length Neck Overall ’ .
£120  #140 £170  #200 #£230 #270 #325 £400 #600 -0 ofCr Lengtn lengih CPOE et
YT22955 | YT22956 | YT22957 | YT22958 | YT22959 | YT22960 - YT22961 - 2.5 5 15 50 3 2,940
YT22962 | YT22963 | YT22964 | YT22965 | YT22966 | YT22967 = YT22968 = 2.5 5 20 50 3 2,940
YT22969 | YT22970 | YT22971 | YT22972 | YT22973 | YT22974 - YT22975 - 3 2 6 50 4 3,870
YT22976 | YT22977 | YT22978 | YT22979 | YT22980 | YT22981 = YT22982 = 3 3 8 50 4 3,870
YT22983 | YT22984 | YT22985 | YT22986 | YT22987 | YT22988 - YT22989 - 3 3 10 50 4 3,870
YT22990 | YT22991 | YT22992 | YT22993 | YT22994 | YT22995 = YT22996 = 3 5 12 50 4 3,870
YT22997 | YT22998 | YT22999 | YT23000 | YT23001 | YT23002 - YT23003 - 3 5 15 60 4 3,870
YT23004 | YT23005 | YT23006 | YT23007 | YT23008 | YT23009 = YT23010 = 3 5 20 60 4 3,870
YT23011|YT23012 | YT23013 | YT23014 | YT23015 | YT23016 - YT23017 - 4 6 6 50 6 4,440
YT23018 | YT23019 | YT23020 | YT23021 | YT23022 | YT23023 = YT23024 = 4 8 8 50 6 4,440
YT23025 | YT23026 | YT23027 | YT23028 | YT23029 | YT23030 - YT23031 - 4 10 10 50 6 4,440
YT23032 | YT23033 | YT23034 | YT23035 | YT23036 | YT23037 = YT23038 = 4 12 12 50 6 4,440
YT23039 | YT23040 | YT23041 | YT23042 | YT23043 | YT23044 - YT23045 - 4 15 15 60 6 4,440
YT23046 | YT23047 | YT23048 | YT23049 | YT23050 | YT23051 = YT23052 = 4 20 20 60 6 4,470
YT23053 | YT23054 | YT23055 | YT23056 | YT23057 | YT23058 - YT23059 - 4 30 30 70 6 4,540
YT23060 | YT23061 | YT23062 | YT23063 | YT23064 | YT23065 = YT23066 = 5 5 5 50 6 4,540
YT23067 | YT23068 | YT23069 | YT23070 | YT23071 | YT23072 - YT23073 - 5 10 10 50 6 4,540
YT23074 | YT23075 | YT23076 | YT23077 | YT23078 | YT23079 = YT23080 = 5 15 15 50 6 4,540
YT23081 | YT23082 | YT23083 | YT23084 | YT23085 | YT23086 - YT23087 - 5 20 20 60 6 4,570
YT23088 | YT23089 | YT23090 | YT23091 | YT23092 | YT23093 = YT23094 = 5 30 30 70 6 4,640
YT23095 | YT23096 | YT23097 | YT23098 | YT23099 | YT23100 - YT23101 - 6 5 6 50 6 5,340
YT23102 | YT23103 | YT23104 | YT23105 | YT23106 | YT23107 = YT23108 = 6 10 11 50 6 5,340
YT23109 | YT23110 | YT23111 | YT23112 | YT23113 | YT23114 - YT23115 - 6 15 16 50 6 5,340
YT23116 | YT23117 | YT23118 | YT23119 | YT23120 | YT23121 = YT23122 = 6 20 21 60 6 5,400
YT23123 | YT23124 | YT23125 | YT23126 | YT23127 | YT23128 - YT23129 - 6 30 32 70 6 5,470
YT23130 | YT23131 | YT23132 | YT23133 | YT23134 | YT23135 = YT23136 = 8 10 11 60 10 5,970
YT23137 | YT23138 | YT23139 | YT23140 | YT23141 | YT23142 - YT23143 - 8 15 16 60 10 5,970
YT23144 | YT23145 | YT23146 | YT23147 | YT23148 | YT23149 = YT23150 = 8 20 21 70 10 6,000
YT23151 | YT23152 | YT23153 | YT23154 | YT23155 | YT23156 - YT23157 - 8 30 32 80 10 6,140
YT23158 | YT23159 | YT23160 | YT23161 | YT23162 | YT23163 = YT23164 = 8 40 43 100 10 6,240
YT23165 | YT23166 | YT23167 | YT23168 | YT23169 | YT23170 - YT23171 - 10 10 11 60 10 6,640
YT23172 | YT23173 | YT23174 | YT23175 | YT23176 | YT23177 = YT23178 = 10 15 16 60 10 6,640
YT23179 | YT23180 | YT23181 | YT23182 | YT23183 | YT23184 - YT23185 - 10 20 21 70 10 6,670
YT23186 | YT23187 | YT23188 | YT23189 | YT23190 | YT23191 = YT23192 = 10 30 32 80 10 6,800
YT23193 | YT23194 | YT23195 | YT23196 | YT23197 | YT23198 - YT23199 - 10 40 43 100 10 6,900
YT23200 | YT23201 | YT23202 | YT23203 | YT23204 | YT23205 = YT23206 = 12 15 16 60 12 8,640
YT23207 | YT23208 | YT23209 | YT23210 | YT23211 | YT23212 - YT23213 - 12 20 21 70 12 8,740
YT23214 | YT23215 | YT23216 | YT23217 | YT23218 | YT23219 = YT123220 = 12 30 32 80 12 8,840
YT23221 | YT23222 | YT23223 | YT23224 | YT23225 | YT23226 - YT23227 - 12 40 43 100 12 9,000
YT23228 | YT23229 | YT23230 | YT23231 | YT23232 | YT23233 = YT23234 = 16 20 21 70 16 9,570
YT23235 | YT23236 | YT23237 | YT23238 | YT23239 | YT23240 - YT23241 - 16 30 32 80 16 9,670
YT23242 | YT23243 | YT23244 | YT23245 | YT23246 | YT23247 = YT23248 = 16 40 43 100 16 9,800
YT23249 | YT23250 | YT23251 | YT23252 | YT23253 | YT23254 - YT23255 - 20 20 21 70 20 10,440
YT23256 | YT23257 | YT23258 | YT23259 | YT23260 | YT23261 = YT23262 = 20 30 32 80 20 10,540
YT23263 | YT23264 | YT23265 | YT23266 | YT23267 | YT23268 - YT23269 - 20 40 43 100 20 10,670
UIBISF Recommended Milling Conditions
73&IFINT Drilling
R TIVEFESZYIR Ao AEAHZR sio2
Work Material
T BE7& Tool Dia. EIERER (min) %Y (mm/min) ATV T & (mm) [E]EEE8 (min ) &) (mm/min) ATV T E (mm)
0.3 15,000~20,000 2~3 0.02 15,000~20,000 3~5 0.02
0.5 12,000~15,000 2~3 0.03 12,000~15,000 3~5 0.03
0.8 10,000~12,000 3~5 0.05 10,000~12,000 5~7 0.05
1 8,000~10,000 3~5 0.1 8,000~10,000 5~7 0.1
ERZBANT Contour Milling
R TIVEFESZIYIR ALos RAEAHSR so
Work Material
T B4 ool Di. [EERE (min") XY (mm/min) A (mm) [EERE (min) XY (mm/min) EA (mm)
5 6,000~7,000 600~ 800 0.1 6,000~7,000 800~1,000 0.1
10 3,000~3,500 800~1,000 0.1 3,000~3,500 1,000~1,200 0.1
15 2,000~2,500 1,000~1,200 0.1 2,000~2,500 1,000~1,500 0.1
20 1,500~1,800 1,000~1,500 0.1 1,500~1,800 1,000~1,500 0.1
Hhrw MIT Pocket Milling M EFIIORET v EV DD, EVEEDICTHEEHBHLET.,
R TIVEFESZIYIR ALos AEHSR so
Work Material
T B2 Tool Dia. [EIERE] (min ) %) (mm/min) 1A (mm) [E1EREH (min) &4 (mm/min) A (mm)
5 6,000~7,000 300~500 0.1 6,000~7,000 400~600 0.1
10 3,000~3,500 400~600 0.1 3,000~3,500 600~800 0.1
15 2,000~2,500 400~600 0.1 2,000~2,500 600~800 0.1
20 1,500~1,800 400~600 0.1 1,500~1,800 600~800 0.1

RAELFIMIOBEIEFYEV IR XVEFDICT2EEZHEHBHLET,
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9,{.\7 EI/ Fv This product is perfect for milling materials such

Electroplated Diamond End Mills as ceramic and quartz.
for Quartz & Ceramics

AERE

KRR E #4001 NI #2700 FEFRALMTICAELTWET,

*Y—JUNo. Tool No. }J?é AR E-F QE :/‘\"/715 1ﬂﬁ1§ (Fq)
FIE Grind Size
2120 #£140  #170 Mg# 200 #230  #270  #a00 C°OM' Gr g  legw  SheneDe ety
YT23270 | YT23271 | YT23272 | YT23273 | YT23274 | YT23275 | YT23276 5 5 5 50 6 4,900
YT23277 | YT23278 | YT23279 | YT23280 | YT23281 | YT23282 | YT23283 5 10 10 50 6 4,900
YT23284 | YT23285 | YT23286 | YT23287 | YT23288 | YT23289 | YT23290 5 15 15 50 6 4,900
YT23291 | YT23292 | YT23293 | YT23294 | YT23295 | YT23296 | YT23297 5 20 20 60 6 4,940
YT23298 | YT23299 | YT23300 | YT23301 | YT23302 | YT23303 | YT23304 5 30 30 70 6 5,000
YT23305 | YT23306 | YT23307 | YT23308 | YT23309 | YT23310 | YT23311 6 5 6 50 6 5,700
YT23312 | YT23313 | YT23314 | YT23315 | YT23316 | YT23317 | YT23318 6 10 11 50 6 5,700
YT23319 | YT23320 | YT23321 | YT23322 | YT23323 | YT23324 | YT23325 6 15 16 50 6 5,700
YT23326 | YT23327 | YT23328 | YT23329 | YT23330 | YT23331 | YT23332 6 20 21 60 6 5,770
YT23333 | YT23334 | YT23335 | YT23336 | YT23337 | YT23338 | YT23339 6 30 32 70 6 5,800
YT23340 | YT23341 | YT23342 | YT23343 | YT23344 | YT23345 | YT23346 8 10 11 60 10 6,270
YT23347 | YT23348 | YT23349 | YT23350 | YT23351 | YT23352 | YT23353 8 15 16 60 10 6,270
YT23354 | YT23355 | YT23356 | YT23357 | YT23358 | YT23359 | YT23360 8 20 21 70 10 6,340
YT23361 | YT23362 | YT23363 | YT23364 | YT23365 | YT23366 | YT23367 8 30 32 80 10 6,440
YT23368 | YT23369 | YT23370 | YT23371 | YT23372 | YT23373 | YT23374 8 40 43 100 10 6,540
YT23375 | YT23376 | YT23377 | YT23378 | YT23379 | YT23380 | YT23381 10 10 11 60 10 6,940
YT23382 | YT23383 | YT23384 | YT23385 | YT23386 | YT23387 | YT23388 10 15 16 60 10 6,940
YT23389 | YT23390 | YT23391 | YT23392 | YT23393 | YT23394 | YT23395 10 20 21 70 10 7,000
YT23396 | YT23397 | YT23398 | YT23399 | YT23400 | YT23401 | YT23402 10 30 32 80 10 7,100
YT23403 | YT23404 | YT23405 | YT23406 | YT23407 | YT23408 | YT23409 10 40 43 100 10 7,200
YT23410 | YT23411 | YT23412 | YT23413 | YT23414 | YT23415 | YT23416 12 15 16 60 12 9,040
YT23417 | YT23418 | YT23419 | YT23420 | YT23421 | YT23422 | YT23423 12 20 21 70 12 9,140
YT23424 | YT23425 | YT23426 | YT23427 | YT23428 | YT23429 | YT23430 12 30 32 80 12 9,240
YT23431 | YT23432 | YT23433 | YT23434 | YT23435 | YT23436 | YT23437 12 40 43 100 12 9,400
YT23438 | YT23439 | YT23440 | YT23441 | YT23442 | YT23443 | YT23444 16 20 21 70 16 9,970
YT23445 | YT23446 | YT23447 | YT23448 | YT23449 | YT23450 | YT23451 16 30 32 80 16 10,070
YT23452 | YT23453 | YT23454 | YT23455 | YT23456 | YT23457 | YT23458 16 40 43 100 16 10,240
YT23459 | YT23460 | YT23461 | YT23462 | YT23463 | YT23464 | YT23465 20 20 21 70 20 10,840
YT23466 | YT23467 | YT23468 | YT23469 | YT23470 | YT23471 | YT23472 20 30 32 80 20 10,940
YT23473 | YT23474 | YT23475 | YT23476 | YT23477 | YT23478 | YT23479 20 40 43 100 20 11,100
UIBISF Recommended Milling Conditions
ERERANT Contour Milling
#WHIT TIVEFESZYIR ALos BEAHTRA sio2
Work Material
T E%Z ToolDia [EERE (min) 3£ (mm/min) B34 (mm) EEREL (min) 3£ (mm/min) A (mm)
5 6,000~7,000 600~ 800 0.1 6,000~7,000 800~1,000 0.1
10 3,000~3,500 800~1,000 0.1 3,000~3,500 1,000~1,200 0.1
15 2,000~2,500 1,000~1,200 0.1 2,000~2,500 1,000~1,500 0.1
20 1,500~1,800 1,000~1,500 0.1 1,500~1,800 1,000~1,500 0.1
Hlrw MILT. Pocket Milling HEEPIMTOEEEF v EV I DA, EUEESHITEEEHHOLET,
W*&#JM TIVEFESZYIR A203 BEHSR s
lork Material
T E1E Tool Dia. EIERER (min) Y (mm/min) A (mm) EIERE] (min") 3% (mm/min) A (mm)
5 6,000~7,000 300~500 0.1 6,000~7,000 400~600 0.1
10 3,000~3,500 400~600 0.1 3,000~3,500 600~800 0.1
15 2,000~2,500 400~600 0.1 2,000~2,500 600~800 0.1
20 1,500~1,800 400~600 0.1 1,500~1,800 600~800 0.1

KRNI OBEETFVvEVIRIEDR. EIVEEDCT2REHEDLET,
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FLIVR—=IVFEBERYIV This product is perfect for drilling materials such
Electroplated Drill with Oil hole as ceramic and quartz.
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RR—IICHEL P

Y—JlNo. B £k ER BT EER /& HE @RFE) Y—INo. BER £R BR BT BER /& HE @HEE

ToolNo.  DrilDia. {yerel  Fule  Neck  HeChOMelsd ShankDia. GrindSize  Price (¥) ToolNo.  DrilDia. (yerl  Fute - Neck  HechoMlelsd ShankDia. GrindSize  Price (¥)

M EY A XDREEE RE #120, #1000 53 v 7 X #170, #1400V ARISEL TWE T,

YT22307 | 2 45 7 12 3 3 | #400| 35840  YT22366 | 5.4 70 | 25 | 30 5 6 |#170 | 22,940
YT22308 | 2.1 | 45 7 12 3 3 | #400 | 26900  YT22367 | 5.5 70 | 25 | 30 5 6 | #120 | 22,940
YT22309 | 2.2 | 45 9 14 3 3 | #200 | 26900  YT22368 | 5.5 70 | 25 | 30 5 6 |#170 | 22,940
YT22310 | 2.3 | 45 9 14 3 3 | #200 26,900  YT22369 | 5.6 70 | 25 | 30 5 6 |#120 | 22,940
YT22311 | 2.4 | 45 9 14 3 3 | #200 26900  YT22370 | 5.6 70 | 25 | 30 5 6 |#170 | 22,940
YT22312 | 2.5 | 45 9 14 3 3 | #200 17,800  YT22371 | 5.7 70 | 25 | 30 5 6 |#120 | 22,940
YT22313 | 2.6 | 50 11 16 3 3 | #200|17,800  YT22372 | 5.7 70 | 25 | 30 5 6 |#170 | 22,940
YT22314 | 2.7 | 50 11 16 3 3 | #200 17,800  YT22373 | 5.8 70 | 25 | 30 5 6 | #120 | 22,940
YT22315 | 2.8 | 50 11 16 3 3 | #200 17,800  YT22374 | 5.8 70 | 25 | 30 5 6 |#170 | 22,940
YT22316 | 2.9 | 50 11 16 3 3 | #200 17,800  YT22375 | 5.9 70 | 25 | 30 5 6 |#120 | 22,940
YT22317 | 3 50 11 16 3 3 | #12017,800  YT22376 | 5.9 70 | 25 | 30 5 6 |#170 | 22,940
YT22318 | 3 50 11 16 3 3 | #170 17,800  YT22377 | 6 70 | 25 | 30 5 6 | #100 | 22,940
YT22319 | 3.1 | 50 15 19 3 4 | #120 21,140  YT22378 | 6 70 | 25 | 30 5 6 | #140 | 22,940
YT22320 | 3.1 | 50 15 19 3 4 |#170 | 21,140  YT22379 | 6.1 80 | 32 | 35 5 8 | #100 | 23,570
YT22321 | 3.2 | 50 15 19 3 4 | #120 (21,140  YT22380 | 6.1 80 | 32 | 35 5 8 |#140 | 23,570
YT22322 | 3.2 | 50 15 19 3 4 | #170 | 21,140  YT22381 | 6.2 80 | 32 | 35 5 8 | #100 | 23,570
YT22323 | 3.3 | 50 15 19 3 4 | #120 21,140  YT22382 | 6.2 80 | 32 | 35 5 8 | #140 | 23,570
YT22324 | 3.3 | 50 15 19 3 4 | #170 | 21,140  YT22383 | 6.3 80 | 32 | 35 5 8 | #100 | 23,570
YT22325 | 3.4 | 50 15 19 3 4 | #120 (21,140  YT22384 | 6.3 80 | 32 | 35 5 8 | #140 | 23,570
YT22326 | 3.4 | 50 15 19 3 4 | #170 | 21,140  YT22385 | 6.4 80 | 32 | 35 5 8 | #100 | 23,570
YT22327 | 3.5 | 50 15 19 3 4 | #120 (21,140  YT22386 | 6.4 80 | 32 | 35 5 8 |#140 | 23,570
YT22328 | 3.5 | 50 15 19 3 4 | #170 | 21,140  YT22387 | 6.5 80 | 32 | 35 5 8 | #100 | 23,570
YT22329 | 3.6 | 50 15 19 3 4 | #120 21,140  YT22388 | 6.5 80 | 32 | 35 5 8 | #140 | 23,570
YT22330 | 3.6 | 50 15 19 3 4 | #170 | 21,140  YT22389 | 6.6 80 | 32 | 35 5 8 | #100 | 26,770
YT22331 | 3.7 | 50 15 19 3 4 | #120 (21,140  YT22390 | 6.6 80 | 32 | 35 5 8 | #140 | 26,770
YT22332 | 3.7 | 50 15 19 3 4 | #170 | 21,140  YT22391 | 6.7 80 | 32 | 35 5 8 | #100 | 26,770
YT22333 | 3.8 | 50 15 19 3 4 | #120 (21,140  YT22392 | 6.7 80 | 32 | 35 5 8 |#140 | 26,770
YT22334 | 3.8 | 50 15 19 3 4 | #170 | 21,140  YT22393 | 6.8 80 | 32 | 35 5 8 | #100 | 26,770
YT22335 | 3.9 | 50 15 19 3 4 | #120 (21,140  YT22394 | 6.8 80 | 32 | 35 5 8 | #140 | 26,770
YT22336 | 3.9 | 50 15 19 3 4 | #170 | 21,140  YT22395 | 6.9 80 | 32 | 35 5 8 | #100 | 26,770
YT22337 | 4 70 23 | 26 3 4 | #120 21,140  YT22396 | 6.9 80 | 32 | 35 5 8 | #140 | 26,770
YT22338 | 4 70 23 | 26 3 4 |#170 | 21,140  YT22397 | 7 80 | 32 | 35 7 8 | #100 | 26,770
YT22339 | 4.1 | 70 23 | 26 5 6 | #120 21,140  YT22398 | 7 80 | 32 | 35 7 8 |#140 | 26,770
YT22340 | 4.1 | 70 23 | 26 5 6 | #170 21,140  YT22399 | 7.1 80 | 32 | 35 7 8 | #100 | 26,770
YT22341 | 4.2 | 70 23 | 26 5 6 |#120]21,140  YT22400 | 7.1 80 | 32 | 35 7 8 | #140 | 26,770
YT22342 | 4.2 | 70 23 | 26 5 6 | #170 21,140  YT22401 | 7.2 80 | 32 | 35 7 8 | #100 | 26,770
YT22343 | 43 | 70 23 | 26 5 6 | #120 21,140  YT22402 | 7.2 80 | 32 | 35 7 8 | #140 | 26,770
YT22344 | 43 | 70 23 | 26 5 6 |#170 21,140  YT22403 | 7.3 80 | 32 | 35 7 8 | #100 | 26,770
YT22345 | 4.4 | 70 23 | 26 5 6 | #120 21,140  YT22404 | 7.3 80 | 32 | 35 7 8 |#140 | 26,770
YT22346 | 4.4 | 70 23 | 26 5 6 | #170 21,140  YT22405 | 7.4 80 | 32 | 35 7 8 | #100 | 26,770
YT22347 | 4.5 | 70 23 | 26 5 6 | #120]21,140  YT22406 | 7.4 80 | 32 | 35 7 8 | #140 | 26,770
YT22348 | 4.5 | 70 23 | 26 5 6 | #170 21,140  YT22407 | 7.5 80 | 32 | 35 7 8 | #100 | 26,770
YT22349 | 4.6 | 70 23 | 26 5 6 | #120 21,140  YT22408 | 7.5 80 | 32 | 35 7 8 | #140 | 26,770
YT22350 | 4.6 | 70 23 | 26 5 6 | #170 21,140  YT22409 | 7.6 80 | 32 | 35 7 8 | #100 | 26,770
YT22351 | 4.7 | 70 23 | 26 5 6 | #120 21,140 YT22410 | 7.6 80 | 32 | 35 7 8 |#140 | 26,770
YT22352 | 4.7 | 70 23 | 26 5 6 | #170 21,140  YT22411 | 7.7 80 | 32 | 35 7 8 | #100 | 26,770
YT22353 | 4.8 | 70 23 | 26 5 6 | #120 21,140 YT22412 | 7.7 80 | 32 | 35 7 8 | #140 | 26,770
YT22354 | 4.8 | 70 23 | 26 5 6 | #170 21,140 YT22413 | 7.8 80 | 32 | 35 7 8 | #100 | 26,770
YT22355 | 4.9 | 70 23 | 26 5 6 | #120 21,140 YT22414 | 7.8 80 | 32 | 35 7 8 | #140 | 26,770
YT22356 | 4.9 | 70 23 | 26 5 6 | #170 21,140  YT22415 | 7.9 80 | 32 | 35 7 8 | #100 | 26,770
YT22357 | 5 70 23 | 26 5 6 | #120 21,140 YT22416 | 7.9 80 | 32 | 35 7 8 |#140 | 26,770
YT22358 | 5 70 23 | 26 5 6 |#170 21,140  YT22417 | 8 80 | 32 | 35 7 10 | #100 | 26,770
YT22359 | 5.1 | 70 25 | 30 5 6 | #12022940 YT22418 | 8 80 | 32 | 35 7 10 | #140 | 26,770
YT22360 | 5.1 | 70 25 | 30 5 6 | #170 22940  YT22419 | 8.1 | 110 | 47 | 50 7 10 | #100 | 27,400
YT22361 | 5.2 | 70 25 | 30 5 6 | #120 22940  YT22420 | 8.1 | 110 | 47 | 50 7 10 | #140 | 27,400
YT22362 | 5.2 | 70 25 | 30 5 6 | #170 22940  YT22421 | 8.2 | 110 | 47 | 50 7 10 | #100 | 27,400
YT22363 | 5.3 | 70 25 | 30 5 6 | #120 22940  YT22422 | 8.2 | 110 | 47 | 50 7 10 | #140 | 27,400
YT22364 | 5.3 | 70 25 | 30 5 6 | #170 22940  YT22423 | 83 | 110 | 47 | 50 7 10 | #100 | 27,400
YT22365 | 5.4 | 70 25 | 30 5 6 | #12022940 YT22424 | 8.3 | 110 | 47 | 50 7 10 | #140 | 27,400
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KR A ZDRIEHENE KIE #120, #1000 52y IR #170, #1400 AHRISEL TWVE T,
Y—INo. BERR £ BER BT BER #/E& WE @M Y—INo. ER 2R BR BT B&R »//E NME @RE)

Tool No. Drill Dia. &fé‘:ﬂ Lzlr?(_;?h L’:r?&(h Elefé?g\taged ShankDia. Grind Size ~ Price (¥) Tool No. Drill Dia. &\fé?u Lzlr?(_;?h L':,?&(h Elefé?gltaged ShankDia. Grind Size ~ Price (¥)

YT22425 | 8.4 | 110 | 47 | 50 7 10 | #100 | 27,400  YT22462 | 10.2 | 110 | 47 | 50 7 12 | #140 | 39,600
YT22426 | 8.4 | 110 | 47 | 50 10 | #140 | 27,400  YT22463 | 10.3 | 110 | 47 | 50 12 | #100 | 39,600
YT22427 | 85| 110 | 47 | 50 10 | #100 | 27,400  YT22464 | 10.3 | 110 | 47 | 50 12 | #140 | 39,600
YT22428 | 8.5 | 110 | 47 | 50 10 | #140 | 27,400  YT22465 | 10.4 | 110 | 47 | 50 12 | #100 | 39,600
YT22429 | 8.6 | 110 | 47 | 50 10 | #100 | 30,600  YT22466 | 10.4 | 110 | 47 | 50 12 | #140 | 39,600
YT22430 | 8.6 | 110 | 47 | 50 10 | #140 | 30,600  YT22467 | 10.5 | 110 | 47 | 50 12 | #100 | 39,600
YT22431 | 8.7 | 110 | 47 | 50 10 | #100 | 30,600  YT22468 | 10.5 | 110 | 47 | 50 12 | #140 | 39,600
YT22432 | 8.7 | 110 | 47 | 50 10 | #140 | 30,600  YT22469 | 10.6 | 110 | 47 | 50 12 | #100 | 39,600
YT22433 | 8.8 | 110 | 47 | 50 10 | #100 | 30,600  YT22470 | 10.6 | 110 | 47 | 50 12 | #140 | 39,600
YT22434 | 8.8 | 110 | 47 | 50 10 | #140 | 30,600  YT22471 | 10.7 | 110 | 47 | 50 12 | #100 | 39,600
YT22435 | 8.9 | 110 | 47 | 50 10 | #100 | 30,600  YT22472 | 10.7 | 110 | 47 | 50 12 | #140 | 39,600
YT22436 | 8.9 | 110 | 47 | 50 10 | #140 | 30,600  YT22473 | 10.8 | 110 | 47 | 50 12 | #100 | 39,600
YT22437 | 9 110 | 47 | 50 10 | #100 | 30,600  YT22474 | 10.8 | 110 | 47 | 50 12 | #140 | 39,600
YT22438 | 9 110 | 47 | 50 10 | #140 | 30,600  YT22475 | 10.9 | 110 | 47 | 50 12 | #100 | 39,600
YT22439 | 9.1 | 110 | 47 | 50 10 | #100 | 30,600  YT22476 | 10.9 | 110 | 47 | 50 12 | #140 | 39,600
YT22440 | 9.1 | 110 | 47 | 50 10 | #140 | 30,600  YT22477 | 11 110 | 47 | 50 12 | #100 | 40,500
YT22441 | 9.2 | 110 | 47 | 50 10 | #100 | 30,600  YT22478 | 11 110 | 47 | 50 12 | #140 | 40,500
YT22442 | 9.2 | 110 | 47 | 50 10 | #140 | 30,600  YT22479 | 11.1 | 110 | 47 | 50 12 | #100 | 45,000
YT22443 | 9.3 | 110 | 47 | 50 #100 | 30,600  YT22480 [ 11.1 | 110 | 47 | 50 #140 | 45,000
YT22444 | 9.3 | 110 | 47 | 50 10 | #140 | 30,600  YT22481 | 11.2 | 110 | 47 | 50 12 | #100 | 45,000
YT22445 | 9.4 | 110 | 47 | 50 10 | #100 | 30,600  YT22482 | 11.2 | 110 | 47 | 50 12 | #140 | 45,000
YT22446 | 9.4 | 110 | 47 | 50 10 | #140 30,600  YT22483 | 11.3 | 110 | 47 | 50 12 | #100 | 45,000
YT22447 | 9.5| 110 | 47 | 50 10 | #100 | 30,600  YT22484 | 11.3 | 110 | 47 | 50 12 | #140 | 45,000
YT22448 | 9.5 | 110 | 47 | 50 10 | #140 | 30,600  YT22485 | 11.4 | 110 | 47 | 50 12 | #100 | 45,000
YT22449 | 9.6 | 110 | 47 | 50 10 | #100 | 30,600  YT22486 | 11.4 | 110 | 47 | 50 12 | #140 | 45,000
YT22450 | 9.6 | 110 | 47 | 50 10 | #140 | 30,600  YT22487 | 11.5| 110 | 47 | 50 12 | #100 | 45,000
YT22451 | 9.7 | 110 | 47 | 50 10 | #100 | 30,600  YT22488 | 11.5| 110 | 47 | 50 12 | #140 | 45,000
YT22452 | 9.7 | 110 | 47 | 50 10 | #140 | 30,600  YT22489 | 11.6 | 110 | 47 | 50 12 | #100 | 45,000
YT22453 | 9.8 | 110 | 47 | 50 10 | #100 | 30,600  YT22490 | 11.6 | 110 | 47 | 50 12 | #140 | 45,000
YT22454 | 9.8 | 110 | 47 | 50 10 | #140 | 30,600  YT22491 | 11.7 | 110 | 47 | 50 12 | #100 | 45,000
YT22455 | 9.9 | 110 | 47 | 50 10 | #100 | 30,600  YT22492 | 11.7 | 110 | 47 | 50 12 | #140 | 45,000
YT22456 | 9.9 | 110 | 47 | 50 10 | #140 | 30,600  YT22493 | 11.8 | 110 | 47 | 50 12 | #100 | 45,000
YT22457 | 10 110 | 47 | 50 10 | #100 | 30,600  YT22494 | 11.8 | 110 | 47 | 50 12 | #140 | 45,000
YT22458 | 10 110 | 47 | 50 10 | #140 | 30,600  YT22495 | 11.9 | 110 | 47 | 50 12 | #100 | 45,000
YT22459 | 10.1 | 110 | 47 | 50 12 | #100 | 39,600  YT22496 | 11.9 | 110 | 47 | 50 12 | #140 | 45,000
YT22460 | 10.1 | 110 | 47 | 50 12 | #140 | 39,600  YT22497 | 12 110 | 47 | 50 12 | #100 | 45,000
YT22461 | 10.2 | 110 | 47 | 50 12 | #100 | 39,600 YT22498 | 12 110 | 47 | 50 12 | #140 | 45,000
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YEIZEF Recommended Milling Conditions

W FIVZFESI VIR BEHSR
Work Material AL203 Sio2
IHERE 60~100m/min 60~100m/min
utting speed
P E#Es % ER 20
Flute Dia. Rotation (mim™") Feed (mm/min) Rotation (mim) Feed (mm/min)
2 10,000 0.001~0.0015 10,000 0.002~0.0025
3 8,500 0.001~0.0015 8,500 0.002~0.0025
4 7,900 0.001~0.0015 7,900 0.002~0.0025
4.5 7,000 0.001~0.0015 7,000 0.002~0.0025
5 6,300 0.001~0.0015 6,300 0.002~0.0025
6 5,300 0.001~0.002 5,300 0.002~0.003
7 4,500 0.001~0.002 4,500 0.002~0.003
8 4,000 0.001~0.002 4,000 0.002~0.003
9.5 3,400 0.001~0.002 3,400 0.002~0.003
10 3,200 0.001~0.002 3,200 0.002~0.003
12 2,700 0.001~0.002 2,700 0.002~0.003
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Cutter exchange is possible, setting a cutter to Arbor.

© O N O mllte

—JUNo. B O I & size RBLHARX (@i (M)
Tool No. Code No. ¢D d C H1 H2 H3 L1 L2 L M Price (¥)
YT21090 6 XST6 X20| 6 6 12 5 2 10 3 20 38 M6X 1 10,420
YT21091 6 XST8 X40| 6 8 12 5 2 10 3 40 58 M6X 1 10,590
YT21092 6 XST10X75| 6 10 12 5 2 10 3 75 93,5 [M6X1 10,750
YT21093 12.7 XST6 X65|12.7 6 22 9 3 21 35 65 88 M12X1.75| 12,500
YT21094 12.7 XST8 X65|12.7 8 22 9 3 21 4 65 88 M12X1.75| 12,500
YT21095 12.7 XST10X65|12.7 10 22 9 3 21 4 65 88 M12X1.75| 12,500
YT21096 15.875X ST6 X 65| 15.875 6 25 9 3 24 4 65 88 M12X1.75| 12,500
YT21097 15.875X ST8 X 65| 15.875 8 25 9 3 24 4 65 88 M12X1.75| 12,500
YT21098 15.875X ST10X65 | 15.875| 10 25 9 3 24 4 65 88 M12X1.75| 12,500
o ¢12.7, $15.875 ¢6
|
3 - e 3] 8 B e e
e == ==
H1 H1
H2 - -
H3 L2 10_Ly_H1 MY EN S BT, EHImmETFDHY 2%
L BRTZHEE D7 —ZBICANTERLTIEEL,
WERDY 2
wsa SFV] w=n SDF VI
INRINBRYT)TSAR [T AV e i O & DA
Small Screw Slotting Saws Solid Carbide Slotting Saws SDFM type
SKH51 KT9
Nz Ed VAXES HE# EEDEHTFAX Nz E VAR T HEEDEHYAX
Dia of Mill Width Bore Dia Number of Flutes Stock Size of Width Dia of Mill Width Bore Dia Number of Flutes Stock Size of Width
20 0.1~1 6 56 0.05 series 20 0.1~0.45 6 60 0.05 series
20 1.05~2 6 42 0.05 series 20 0.5~2 6 60 0.1 series
25 0.1~0.95 6 72 0.05 series 25 0.1~2 6 60 0.1 series
25 1~2 6 56 0.05 series 30 0.1~2 6 90 0.05 series
25 2.1~3 6 56 0.1 series 30 2.1~3 6 90 0.1 series
30 0.2~1 6 100 0.05 series 45 0.1~2 12.7 90 0.05 series
30 1.1~2 6 100 0.1 series 45 2.1~3 12.7 90 0.1 series
45 0.1~1 12.7 90 0.05 series 45 0.1~2 12.7 120 0.1 series
45 1.1~2 12.7 90 0.1 series 45 2~3 12.7 120 0.5 series
45 2.5~4 12.7 90 0.5 series 45 0.1~2 15.875 90 0.05 series
45 0.1~1 15.875 90 0.05 series 45 2.1~3 15.875 90 0.1 series
45 1.1~5 15.875 90 0.1 series 45 0.1~2 15.875 120 0.1 series
45 0.1~3 15.875 120 0.1 series 45 2~3 15.875 120 0.5 series
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YMKT C238~239 XN—I&HR

CUTTER ARBOR @
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YMKT AU F)ViEmeE

N AU High Speed Drills

YKS sesessesse——

JVRFy77arub
Non Step Pro Drills

YKL

JYRFyF7aRL Ovy
Non Step Pro Drills Long Length

KLE ~—~~ee

JYARFy77ARIL TFZESOVY
Non Step Pro Drills Extra Long Length

YKT s N =

JVARTyZTARII TINw Y
Non Step Pro Drills Taper Shank

V7w i=1 W) R AeZ 0%/ 4= b%/)
Non Step Pro Drills Taper Shank Long Length

SRM —

Fy7RUIVRES ZML—bov>y GRATUTRIVEE)
Top Dirills Straight Shank R-type

TRM ==8&"®

FyZRUIVRE F—I\Tv>y GRATTRIVEER)
Top Drills Taper Shank R-type

TZM ——Ss—— =

by TRUIVZE T—=I\Tv2 Y GRATYSRIVEE)
Top Drills Taper Shank Z-type

SSM e pree—

by ZRUILSBE RbL—Fov2y (UNRIA)
Top Dirills Straight Shank S-type

SHM s —

FyZRFUIVHE XbL—b2v2 Y (FNRTVE)
Top Dirills Straight Shank H-type

SRS o=pSSSE

HISVRERUIL RANERIVMFE ARL—bov2d
Sub-land Dirills for Hexagon Socket Head Cap Screw

YISVERIV RBRERIVEE T-INovy
Sub-land Taper Shank Drills for Hexagon Socket Head Cap Screw

SNS IS5 -~ P

HISVFRUIL ZITFRA AL—bov s
Sub-land Dirills for the Drill Hole

YISVRRUIL RITRA T—I\ov>y
Sub-land Taper Shank Dirills for the Drill Hole

SSS S o o o

BTSRRI MR AbL—bov2y

Sub-land Dirills for Countersink Head Screw

PTS oemam

BERRUIL REL—Fv2y
Straight Shank Pipe’s Drills

PTIT > ©

BREFIV 7—I\Tvvy
Taper Shank Pipe’s Drills

YSN O

JABRYIL N R
Noss Drills S-type

YMN SIS —

JABRYIY /R
Noss Drills M-type

YLN TSP =

JABRYIL K/R
Noss Drills L-type
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