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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

)7

|RN2CM-3D

CMIYRI)L28HA 3DRAT />O—k
CM End Mills 2-Flute 3D, Non Coated

<

CMIVE

T htha mgaz Euak o
ammy  30°  0~-0.02 Lgoo >
= . NN

RAEA7, ZRELEMTICELTE Y, #- 7L I - BSR4 B HHEIM CIRE WIS,
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e
B
Y —JuNo. AE AR &R P2k Y —JVNo. AE AR 2R DAL
m— el P lggn Qe sk melne P leeh  Qeal ohnk
B YT22025 ] 3 45 4 YT22035 9 27 70 10
,’,\\ YT22026 15 4.5 45 4 YT22036 10 30 80 10
X YT22027 2 6 45 4 YT22037 11 33 85 12
— YT22028 2.5 7.5 45 4 YT22038 12 36 85 12
<K YT22029 3 9 45 6 YT22039 14 42 90 12
fl‘; YT22030 4 12 50 6 YT22040 15 45 95 16
ETN YT22031 5 15 55 6 YT22041 16 48 110 16
e YT22032 6 18 60 6 YT22042 18 54 110 16
NS YT22033 7 21 60 8 YT22043 20 60 120 20
N~ YT22034 8 24 70 8
vin
NI
1N
= " i Ji5 A 4R _. T3 _ FRUAR
x Py a3 RN AFYLR #% ON i Haas
a
S © O O © @) O

IEEZLEY: Standard Cutting Conditions

I

iR RN2CM-3D
H<
3 JBYIHE (Slotting) BIEIHEI (Side Milling)
- HWEIA fﬁﬁﬂ! Non alloy steels a8 Aoy steels — I fﬁ-ﬁﬁ Non alloy steels s, N .
EI M‘{avt%?i(al ggﬁaﬂ%:{eels ﬂgxg Heaty R;sisvant Steels S;:a?l;lgs:s;t(egs M\laYtZ':i(aI ggga:y%:teels mgg :gay Retsis:ant Steels Szta-i’r:le/s‘s/s;tlﬁs
EX HARDNESS ~HRC30 HRC30~HRCA5 = HARDNESS ~HRC30 HRC30~HRC45 =
STRENGTH ~1000N/ m 1000 ~1500N / m = STRENGTH ~1000N / mi 1000 ~1500N / m =
e EEH RUEE  EEX 2VEE  EDER 2YEE e EEH EUEE  EEM 2YEE  EER 2VEE
DiofMil - FORI P D (e oD (mimjein) DaofMil  FORIN (T D (mmmi oD (i)
1 8,000 30 7,340 20 5,000 1 11,430 40 10,490 30 7,140 70
1.5 4,800 30 3,840 20 3,330 35 15 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 4,340 515 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
X 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
N 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
®x* 10 990 75 810 65 660 40 10 1,410 110 1,150 90 950 53
N 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
«,\:l\ 15 710 55 560 50 440 30 15 1,010 80 800 70 630 40
N 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
EEEF‘"\ 11D
?;;—P f— ae:1D — ’-Eel — ap: ap:
By gasE o: ap: L vasE 25 1D
Depth of Cut 0.3D 0.5D Depth of Cut
ap UPTO $3: 04mm UPTO ¢3:0.2DXD 8550 8520
Ak
T4
A
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Revo Cut CM End Mills L 7J“J CMIY FE}L EEE Tungsten Carbide

n

[RV2CM-1D

CMIYRIJL28HA 1DE AT
CM End Mills 2-Flute 1D
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TOOET L hLhf mEaz Euak o

aaar AITIN 307 0~-002 ﬁ)c >

o N\NX
NEBRA 7 Kk WHHEIMCIBE WIIT IS5,

AITINO—FT 4 Y JICK WV REGEERL, 8LV 7+ -3 X2 HIE, BNTICRE,

NMAUAIL

DR WNIDR A 7, -
B8
7 — L No. AR HE 2K S )R 7 —JLNo. AR E 2K S )R
Tool No. of Wil e Denitn Shin Tool No. of Wil STEr Denpin Shin —
YT20977 0.5 0.5 40 4 YT21023 5.1 5.1 45 6 R
YT20978 0.6 0.6 40 4 YT21024 5.2 5.2 45 6 ;,}
YT20979 0.7 0.7 40 4 YT21025 5.3 5.3 45 6 X
YT20980 0.8 0.8 40 4 YT21026 5.4 5.4 45 6 —
YT20981 0.9 0.9 40 4 YT21027 5.5 5.5 45 6 .3
YT20982 ] 1 40 4 YT21028 5.6 5.6 45 6 T
YT20983 1.1 1.1 40 4 YT21029 5.7 5.7 45 6 EXN
YT20984 1.2 1.2 40 4 YT21030 5.8 5.8 45 6 =
YT20985 1.3 1.3 40 4 YT21031 5.9 5.9 45 6 &
YT20986 1.4 1.4 40 4 YT21032 6 6 45 6 NS
YT20987 1.5 15 40 4 YT24665 8 8 55 8 N
YT20988 1.6 1.6 40 4 YT24666 9 9 65 10 N
YT20989 1.7 1.7 40 4 YT24667 10 10 65 10 —
YT20990 1.8 1.8 40 4 YT24668 11 11 75 12 A
YT20991 1.9 1.9 40 4 YT24669 12 12 75 12 L
YT20992 2 2 40 4 YT24670 14 14 80 12 Q
YT20993 2.1 2.1 40 4 YT24671 15 15 90 16 2
YT20994 2.2 2.2 40 4 YT24672 16 16 105 16 ‘
YT20995 2.3 2.3 40 4
YT20996 24 2.4 40 4
YT20997 2.5 2.5 40 4
YT20998 2.6 2.6 40 4
YT20999 2.7 2.7 40 4 2
YT21000 2.8 2.8 40 4 "R
YT21001 2.9 2.9 45 6 NY
YT21002 3 3 45 6 HS
YT21003 3.1 3.1 45 6 S
YT21004 3.2 3.2 45 6
YT21005 3.3 3.3 45 6 Wi
YT21006 3.4 3.4 45 6 i
YT21007 3.5 35 45 6 =¥
YT21008 3.6 3.6 45 6
YT21009 3.7 3.7 45 6
YT21010 3.8 3.8 45 6
YT21011 3.9 3.9 45 6
YT21012 / 4 45 6
YT21013 4.1 4.1 45 6
YT21014 4.2 4.2 45 6 =
YT21015 43 4.3 45 6 X
YT21016 4.4 4.4 45 6 i
YT21017 45 4.5 45 6
YT21018 4.6 4.6 45 6 |
YT21019 4.7 4.7 45 6 S
YT21020 4.8 4.8 45 6 "=
YT21021 4.9 4.9 45 6 G
YT21022 5 5 45 6 X
o
- > N AN =
S EEs RANE AFVLR ik ;ﬂg‘ s ;;ﬁ;; R
© O O © O -
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ReVO Cut CM End Mi"s b-.ﬁjJ‘y l~ CMI‘/ FE)[« Eﬁﬁ TungstenCarbide

IEEZLEY: Standard Cutting Conditions

2L

JEYH| (Slotting) BIEtIE (Side Milling)
il JEAESM Non alloy steels A& Alo —. I FESES Non alloy steels —.
y steels A7V LR & Alloy steels 2TV LB
o) ggﬂga:{'%:'ee's T #188 Heat Resitant Seels Stainiess steels o gﬁ%ﬁg'%: feels BRI Heat Resisart Sess Stainless steels
HARDNESS ~HRC30 HRC30~HRC45 = HARDNESS ~HRC30 HRC30~HRC45 =
STRENGTH ~1000N / mif 1000 ~ 1500N / mif = STRENGTH ~1000N / mit 1000 ~1500N / mr =
IE Bk &Y EE [EEH %) EE EEH &Y EE HE EEH R EE ElEEH R EE B XY EE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(min1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min1) (mm/min)
0.5 19,350 75 14510 40 11,970 105 0.5 27,640 105 20,730 55 17,100 150

6 18,200 85 13,630 45 10,350 115 6 26,000 120 19,470 65 14,790 165

E 7 17,280 95 12,960 50 9,230 125 7 24,690 135 18,510 70 13,190 180

8 16,670 105 12,490 515 8,360 130 8 23,810 150 17,840 80 11,940 185

— 9 15170 110 11,390 60 7,710 135 9 21,670 155 16,270 85 11,010 195
X 14,000 110 10,500 58 7,140 140 20,000 155 15,000 80 10,200 200

i 1 12,500 110 9,140 60 6,510 130 1 17,860 155 13,060 85 9,300 185

f|\~ 2 11,250 110 8,010 60 5970 120 2 16,070 155 11,440 85 8,630 170

X .3 10,190 105 7,050 60 5510 110 3 14560 150 10,070 85 7,870 155
— A 9,280 105 6,230 55 5,120 100 4 13,260 150 8,900 80 7,310 145
N 5 8,400 105 5,500 50 4,760 95 .5 12,000 150 7,860 70 6,800 135
=N 6 7,960 110 5,210 65 4,460 85 .6 11,370 155 7,440 95 6,370 120
+L|R 7 7,490 115 4,940 70 4,180 80 .7 10,700 165 7,060 100 5970 115

8 7,070 120 4,700 75 3,930 75 .8 10,100 170 6,710 105 5,610 105

R 9 6,700 125 4,490 80 3,700 70 9 9,570 180 6,410 115 5,290 100
R 6,480 130 4,240 85 3,540 65 9,260 185 6,060 120 5,060 95
i 1 6,210 130 4,150 85 3,400 65 1 8,870 185 5930 120 4,860 95
R, 2 6,080 130 4,020 85 3,300 65 2 8,690 185 5,740 120 4,710 95
- 3 5950 135 3,900 85 3,210 70 3 8,500 195 5570 120 4,590 100
s 4 5,840 135 3,790 90 3,130 70 4 8,340 195 5,410 130 4,470 100

I 5 5,740 140 3,670 90 3,070 75 5 8,200 200 5,240 130 4,390 105

G 6 5,560 140 3,550 90 2,940 75 6 7,940 200 5,070 130 4,200 105

a 7 5,400 145 3,420 95 2,830 75 7 7,710 205 4,890 135 4,040 105
' 8 5,250 145 3,300 95 2,730 80 8 7,500 205 4,710 135 3,900 115
9 5110 145 3,180 95 2,630 80 9 7,300 205 4,540 135 3,760 115

5,000 150 3,120 100 2,590 85 7,140 215 4,460 145 3,700 120

0. 0.
0. 0.
0. 0.
0. 0.
1 1
1. 1.
1. 1.
1 1
1 1
1. 1
1. 1
1. 1
1. 1
1. 1
2 2
2. 2.
2. 2.
2. 2.
2. 2.
2. 2.
2. 2.
2. 2.
2. 2.
2. 2.
3 3
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 3.3 4,710 170 2,910 105 2,400 90 3.3 6,730 245 4,160 150 3,430 130
= 3.4 4,620 175 2,860 110 2,360 90 3.4 6,600 250 4,090 155 3,370 130
J\-C 3.5 4,550 180 2,820 115 2,320 95 3.5 6,500 255 4,030 165 3,310 135
HZ 3.6 4,470 190 2,780 115 2,280 95 3.6 6,390 270 3,970 165 3,260 135
E 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
Wi 3.9 4,280 205 2,660 125 2,180 100 3.9 6,110 295 3,800 180 3,110 145
Al 4 4,240 210 2,590 125 2,170 105 4 6,060 300 3,700 180 3,100 150
=X 4.1 4,140 210 2,560 125 2,100 105 4.1 5910 300 3,660 180 3,000 150
g 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 5700 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 5510 305 3,330 185 2,790 150
4.6 3,790 215 2,280 130 1,910 110 4.6 5410 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
By 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
EN 5.1 3,610 225 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
[ 5.3 3,420 230 2,020 140 1,720 115 5.3 4,890 330 2,890 200 2,460 165
I:a 5.4 3,370 230 1,990 140 1,700 115 5.4 4,810 330 2,840 200 2,430 165
2 5.5 3,330 235 1,970 145 1,680 115 5.5 4,760 335 2,810 205 2,400 165
§\< 5.6 3F2900235 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
Q\T 5.9 3,170 240 1,880 150 1,610 125 5.9 4,530 345 2,690 215 2,300 180
A 6 3,120 245 1,880 155 1,590 125 6 4,460 350 2,690 220 2,270 180
N 8 2,350 265 1,410 140 1,175 125 8 3,360 380 2,010 200 1,680 180
9 2,060 250 1525601125 1,050 120 9 2,940 355 1,790 180 1,500 170
o 10 1,820 230 1,120 110 945 110 10 2,600 330 1,600 155 1,350 155
i) 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
By 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
N 16 1,230 155 765 75 595 75 16 1,760 220 1,090 105 850 105
AR
| ~— ae:1D — ap: ap:
A max TR W] [ o2an
Depth of Cut 0.5D (3<D) Depth of Cut
e:
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Revo Cut CM End Mills LA&EAvkF CMIVFSII

Eﬁﬁ Tungsten Carbide

|RV2CM-2D

n

i

CMIYRI)L2KH 20817
CM End Mills 2-Flute 2D

T hLhE IEaE cunk [
amunr AITIN 300 0~-002 ﬁ)c >
o N\X ==
TR 2 A 7o B4 SRR B P IR WD TS S,

AITINO=T 4 Y JICE W REFBZER L. W7+ —< v A& FIE, BINLTICRE,
BENLRI TRV TV ATV RERD2DZA 7,

&
A
H.»
=
o

NMAUAIL

[
B
7 —1LNo. A& AR 2R AR Y —WNo. AR AR &R R
Tool No. of Ml e Denetn o Tool No. of Wil EL  Lengin o .
YT20789 1 2 40 4 YT20798 10 20 65 10 R
YT20790 15 3 40 4 YT20859 11 22 75 12 A
YT20791 2 4 40 4 YT20799 12 24 75 12 K
YT20792 2.5 5 40 4 YT20860 14 28 80 12 —
YT20793 3 6 45 6 YT20861 15 30 90 16 K
YT20794 4 8 45 6 YT20862 16 32 105 16 7R
YT20795 5 10 45 6 YT20863 18 36 105 16 %R
YT20796 6 12 45 6 YT20864 20 40 110 20 =
YT20857 7 14 55 8 YT20865 22 44 110 20 =
YT20797 8 16 55 8 YT20866 24 48 125 25 NS
YT20858 9 18 65 10 YT20867 25 50 125 25 i
NG
|
e AN . T 3 Fav AR i
e B BN AFULR ik o i L fl')
© O O @) O 3

YREIL

CMIVR
(N1 R)

CMIYRIJL2MH DR AT AV L v >0 Wi
CM End Mills 2-Flute 2D with Slim Shank g_L
SO
I —— . oo BLhf HEaE EVnF | o
wemr AITIN 300 0~-002 E)c 2
‘ R N\X ==
LR 8 A 7' B2 AP IRIR WAL TS IS,
ATINO =7 4 Y ZICE Y RFGZERR L. LW 7 5 — v v RZ 58, BNLICHE, -
EENBRRES TRVPCT VW NT VY RERO2DEA T, vy 7 &EEAFRLY) A F ZA1mm~2mmIZEE, 2
|
¥ —JtNo. HE AE &R DES2L: ¥ —JkNo. A& AR £K 0L 3 i
Tool No. of Ml SEn Dength ST Tool No. of Ml e e St |
YT23752 5 10 45 4 YT23758 2 24 75 10 NS
YT23753 7 14 55 6 YT23759 3 26 80 12 o
YT23754 8 16 55 7 YT23760 16 32 105 15 f<\
YT23755 9 18 65 8 YT23761 17 34 105 16
YT23756 10 20 65 9 YT23762 20 40 110 18 X
YT23757 11 22 75 10 YT23763 21 42 110 20 'y
R
o B A NS _. T3 = FRU AR
pES e RN RFULR i i i eie w2
© O O © O 2T
x
N
X5
1+
N
i
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CMIVE

X
IN

2
LN
ESTIY

74‘/7"
AE=K57405

I5

DLCO—k

CMIYRIJL
(NTR)

XTREME
DUES

=Xy bk

A
K
NG

PER
21)—X

FE
A4V ITE

V=g
dA—F—45-

Revo Cut CM End Mills

LAy F CMIVES)L #BFE Tungsten Carbide

CMI>RI)L2MH 3D 1T
EVAk %
)2

CM End Mills 2-Flute 3D

a—— T fLthe 3Eex
@muy AITIN 300 0~-002
= o= NN

RABLA 7o B WRHIM IR WA T IS,
ATINO =T 4 Y JICE W REGZER L. mWW 7+ —v v A2 FIE, BNLICRE,
FRIORT Yy MIITPENTICRBERIDZA T,

Y—iNo. W& Ak 28 IR Y—RNo. W& Ak & B
Tool No. of il e Deeh Spok Tool No. of Mil e Demh SEn
YT20884 : 3 45 4 YT20895 10 30 80 10
YT20885 15 45 45 4 YT20896 11 33 85 12
YT20886 2 6 45 4 YT20897 12 36 85 12
YT20887 25 75 45 4 YT20898 14 42 90 12
YT20888 3 9 45 6 YT20899 15 45 95 16
YT20889 4 12 50 6 YT20900 16 48 110 16
YT20890 5 15 55 6 YT20901 18 54 110 16
YT20891 6 18 60 6 YT20902 20 60 120 20
YT20892 7 21 60 8 YT20903 22 66 120 20
YT20893 8 24 70 8 YT20904 24 72 140 25
YT20894 9 27 70 10 YT20905 25 75 140 25
o JgE A 3] —. T = FRyaE
%%B 6e8 BrANE AFYLR S 0N ife aas
©) O O © O

| RV2CM-3D-SS

CMIYRIIL2KA 3DEAT R LS v
CM End Mills 2-Flute 3D with Slim Shank

RLhf ABLE EVNE o
ey AITIN 300 0~-002 90° 2
H e — k X g
RAL A 7o B REIMRIRE WA TS S,
ATINO=T 4 Y JICE W REGZER L. W7+ —< >V A2 FE, BNLICRE,
FREORTy MITRENMTICRERIDEA T, v v FEFIRLY) A F A 1mm~2mmIZERTE,
Y —JLNo. AE AR 2R D27k Y —JLNo. AR AR 2R 2Tk
Tool No. of il TEE Deegth Stk Tool No. of Wil STE Deah Stk
YT23764 5 15 55 4 YT23770 12 36 85 10
YT23765 7 21 60 6 YT23771 13 39 90 12
YT23766 8 24 70 7 YT23772 16 48 110 15
YT23767 9 27 70 8 YT23773 17 51 110 16
YT23768 10 30 80 9 YT23774 20 60 120 18
YT23769 11 33 85 10 YT23775 21 63 120 20
= i 73 VB
ey 65 BN RAFYLR # ;ngé iR %;/é;
© O O © O
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Revo Cut CM End Mills l/ZRjJ v CMIY FE}L Eﬁﬁ Tungsten Carbide

EEHISE G Standard Cutting Condi .
RV2CM-2D / RV2CM-2D-SS :
JEYIH (Slotting) BIE T4 (Side Milling)
I JES S Non alloy steels 4. ov steels —. WEIH FEQ R Non alloy steels & oy steels 3
M\g/g:i(al ggﬂéagl?;:teels ﬁgg /}-\lgaty Retsistlant Steels S;t{a?r:le/sls/s;t{eﬁs M‘{a\/tzl;li(al gg%a)::lﬁ);:teels ﬁg&g :Ielaty Re‘sis'lant Steels STai:l:sgjeﬂs —
HARDNESS ~HRC30 HRC30~HRC45 = HARDNESS ~HRC30 HRC30~HRC45 = P;E
STRENGTH ~1000N / mit 1000 ~1500N / mii = STRENGTH ~1000N / mit 1000 ~1500N / mif - H =
HE EIE& R RE IEIE?& R RE Eﬁlﬁ &Y EE FE EE& &Y EE IE?E_& %) EE IEE?R &Y EE ol
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed XY
(min-1) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min-1) (mm/min) (min-) (mm/min) (min-1) (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 5,500 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 E
2.5 5,740 140 3,670 90 3,065 75 2.5 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 3,640 220 2,110 135 1,770 110 5 5,060 315 3,010 195 2,530 155 2
6 3,120 245 1,880 155 1,590 125 6 4,460 350 2,690 220 2,270 180 I’D\
7 2,680 255 1,610 145 1,350 125 7 3,830 365 2,300 205 1,930 180 X
8 2,350 265 1,410 140 1SR 1125 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 f,[\
11 1,665 210 1,020 100 840 100 11 2,380 300 1,460 145 1,200 145 ":;'R
12 1,540 195 950 90 765 90 12 2,200 280 1,360 130 1,090 130
13 1,450 180 900 85 700 90 13 2,100 265 1250 125 1,000 125 .~y
14 1,365 170 840 85 665 85 14 1,950 245 1,200 120 950 120 ?,2
15 1,295 160 805 80 630 80 15 1,850 230 1,150 115 900 115 i
16 1,230 155 765 75 595 75 16 1,760 220 1,090 105 850 105 RL
17 1,100 140 710 70 570 72 17 1,590 200 1,010 100 800 100 -
18 1,035 130 665 65 525 65 18 1,480 185 950 95 750 95 7
20 945 120 595 55 470 55 20 1,350 170 850 80 670 80 I
21 900 110 560 55 450 50 21 1,290 160 810 80 650 75 J
22 860 105 540 55 435 50 22 1,230 150 770 80 620 70 a
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

~— ae:1D —| ap:
HAHE ap: 0.15D (D=1) YRARE b
Depth of Cut 8%8 % : B)é 3) ap: Depth of Cut

ae: =
L_’{ 0.05D ks
2 X
Y
s
3
IIEZES Standard Cutting Conditions
RV2CM-3D / RV2CM-3D-SS =N
EYIHI (Slotting) BIELIEI (Side Milling)
HEIR JEAEM Non alloy steels 4 . —. il ?ﬁéﬁﬂ Non alloy steels o —— —.
Mvavt%rrli(al gg’ga:llﬁis‘eels ﬁ;‘gg :!aly R(:sistlan! Steels S;t(f:l?r:le/sls/s?eﬁs M‘gt%rr'i(al gﬁﬂgaglz:teels mgg :!aty R;sistl.ant Steels S;t(ez?r:le/s:s;tzgs
HARDNESS ~HRC30 HRC30~HRC45 = HARDNESS ~HRC30 HRC30~HRC45 =
STRENGTH ~1000N / m 1000 ~1500N / mif = STRENGTH ~1000N / mr 1000 ~1500N / mr =
TE EiEg  XYEE R XVRE  EEREE O XYEE TE EiE RXYEE  EER O XVEE EER XVEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed ==
(min-t) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min-1) (mm/min) )
1 11,430 40 10,490 30 7,140 70 16,330 55 14,990 45 10,200 100 3
1.5 6,855 40 5,480 30 4,760 50 5 9,790 505 7,830 45 6,800 70 N
2 5,290 50 4,235 40 3,540 35 7,560 70 6,050 55 5,060 50
2.5 4,340 55 3,490 45 3,065 40 5 6,200 80 4,990 65 4,380 55 |
3 3,705 60 2,995 50 2,590 45 5,290 85 4,280 70 3,700 65 =
4 2,995 70 2,385 60 2,170 5 4,280 100 3,410 85 3,100 80 2,
5 2,560 90 2,030 70 1,770 55 3,660 130 2,900 100 2,530 80 ﬁé
6 2,210 105 1,765 90 1,590 65 3,160 150 2,520 130 2,270 95
7 1,905 110 1,515 90 1,350 65 2,720 155 2,160 130 1930 95
8 1,680 110 1,330 90 1,175 65 2,400 155 1,900 130 1,680 95 Q\T
9 1,535 110 1,230 90 1,050 60 2,190 155 1,760 130 1,500 85 E?

10 1,415 110 1,150 90 945 58
11 1,270 100 1,065 85 840 50
12 1,150 90 975 80 765 45

2,020 155 1,640 130 1,350 80
1,810 145 1,510 120 1,200 70
1,640 130 1,390 115 1,090 65

I e e e e e
SO~NDOTRWN O WO~ U WN N

13 1,100 85 900 75 720 45 1,560 125 1,300 105 1,020 65 %ﬂﬂi
14 1,050 85 845 70 665 45 1,500 120 1,210 100 950 65 gt
15 1,010 80 795 70 630 40 1,440 115 1,140 100 900 55 B
16 975 80 750 65 595 40 1,390 115 1,070 95 850 5
17 900 75 700 55 570 35 1,250 105 1,010 85 800 50 1\3«'\
18 825 70 655 50 525 35 1,180 100 940 70 750 50 AR
20 705 60 575 40 470 30 1,010 85 820 55 670 45 ﬂ'\
21 700 60 550 35 450 30 21 1,000 80 800 515 650 40 N
22 665 55 530 35 435 25 22 950 80 760 50 620 35 Il
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
- +~— ae:1D — N ’_ﬁe.lg_‘ ap: ap:
PRAHE ap: I ap: ARE 25D 1D
Depth of Cut 0.3D 0.5D Depth of Cut
e N ae: | ae
UPTO ¢3: 0.4mm UP TO ¢3 : 0.2D L_,,M «-10.02D
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Revo Cut CM End Mills
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LAy F CMIVES)L #BFE Tungsten Carbide

|RV2CM-4D

CMI>YRI)L2#HA 40517
CM End Mills 2-Flute 4D

‘ - b BLhf DEaE EVAF | g
— — = o NN\N
MR A T, B4 224 EI AP IRL WL AN IS,
ATINO =T 4 Y JICE W REGZER L. mWW 7+ —v v A2 FIE, BNLICRE,
REZY -AIEM TSI GT 54DX A 7
Y —JLNo. AE AR 2R IR *J —JLNo. AR AR 2R 2%k
Tool No. of Wil TEr Do Shrak Tool No. of Wil TEr Db St
YT24673 3 12 60 6 YT24682 12 48 120 12
YT24674 4 16 60 6 YT24683 14 56 125 16
YT24675 5 20 70 6 YT24684 15 60 130 16
YT24676 6 24 70 6 YT24685 16 64 135 16
YT24677 7 28 80 8 YT24686 18 12 150 20
YT24678 8 32 90 8 YT24687 20 80 160 20
YT24679 9 36 100 10 YT24688 22 88 150 20
YT24680 10 40 100 10 YT24689 24 96 150 25
YT24681 11 44 110 12 YT24690 25 100 185 25
o 57 = ~ A‘
P aeim HAN 2FULR ik ors e TR
@) O O @) O

|RV2CM-5D

CMIYRI)L2#HA 5DRA T
CM End Mills 2-Flute 5D

o g — - - Blhfa IENE EVAF 1%
~ ; anma¥ AITIN 307 0~-003 n) 2
- = ; . oo “ ;
NBEA 7o B2 BARBIMPIRIE WAL T I A I,
AITING =7 4 Y ZICL Y RFEHERR L. SV 7 5 — v Y R HE, BNTICRE,
FREY AEMTICH ST 25D4 4 7,
Y —JLNo. HE AR &R PARZAE Y —JVNo. HE AR &R IR
Tool No. Dia. Length Overall Shank Tool No. Dia. Length Overall Shank
of Mill of Cut Length Dia. of Mill of Cut Length Dia.
YT20945 3 15 60 6 YT20953 11 55 110 12
YT20946 4 20 60 6 YT20954 12 60 120 12
YT20947 5 25 70 6 YT20955 14 70 125 16
YT20948 6 30 70 6 YT20956 15 75 130 16
YT20949 7 35 80 8 YT20957 16 80 135 16
YT20950 8 40 90 8 YT20958 18 90 150 20
YT20951 9 45 100 10 YT20959 20 100 160 20
YT20952 10 50 100 10 YT20960 25 125 185 25
L3 VE
Pey —y BN 2FYLR sk /6 e T
© O O © O




Revo Cut CM End Mills l/iﬁjJ v CMIY FE}L Eﬁﬁ Tungsten Carbide

IEEEEE: Standard Cutting Conditions N
Y (Slotting) {BIEEIY) (Side Milling)
o A
B A S oy e EEM Aoy 2713 B oy " £ 2y sl 27138
Mataral %ﬁ i Tit#$ Heat Resistant Steels Stainless steels Matorial E& i it 2435 Heat Resistant Steels Stainless steels
-
HARDNESS ~HRC30 HRC30~HRC45 = HARDNESS ~HRC30 HRC30~HRC45 = [: .E
STRENGTH ~1000N / mit 1000 ~1500N / mri = STRENGTH ~1000N / it 1000 ~1500N / mrf = ﬁ:\
TE EfEE XVEE W EER O XYVEE EER XYEE TE EiE  RXYEE  EER O XVEE EER XVEE ol
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed KXY
: (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) . (min-1) (mm/min) (min-) (mm/min) (min-1) (mm/min) <

3,150 50 2,545 45 2,200
2,700 65 2,150 55 1,950 50

4,495 70 3,640 60 3,145
3,850 90 3,070 75 2,790 70

3 3
4 4
5 2,300 80 1,830 65 1,590 50 5 3,290 115 2,610 90 2,280 70 E
6 1,990 95 1,590 80 1,430 60 6 2,840 135 2,270 115 2,040 85
7 1,710 100 1,360 80 1,220 60 7 2,450 140 1,940 115 1,740 85 —
8 1,510 100 1,200 80 1,060 60 8 2,160 140 1,710 115 1,510 85 =
9 1,380 100 1,110 80 950 55 9 1,970 140 1,580 115 1,350 75 A
10 1,270 100 1,040 80 850 50 10 1,820 140 1,480 115 1,220 70 ﬂ\\
11 1,140 90 950 75 760 45 11 1,630 130 1,360 110 1,080 65 X
12 1,040 80 880 70 690 40 12 1,480 115 1,250 105 980 60 —
14 950 75 760 65 600 40 14 1,350 110 1,090 90 860 60 e
15 910 70 720 65 570 B8 15 1,300 105 1,030 90 810 50 2N
16 880 70 680 60 540 35 16 1,250 105 960 85 770 50 'IR
18 740 65 590 45 470 32 18 1,060 90 850 65 680 45
20 630 55 520 37 420 27 20 910 75 740 50 600 40 — .
22 600 50 480 32 390 23 22 860 72 680 45 560 30 N
24 570 50 440 32 360 23 24 820 72 630 45 510 30 iR
25 560 45 430 27 350 18 25 800 65 610 40 500 25 I'R?LJ
~— ae:1D — ap: ap: J__
IR E ap: L TS b 15D |
Depth of Cut 0.3D Depth of Cut r
ae: | ae: =
L_.{ 0.02D — 0.01D o
34 W o ege ke
IR Standard Cutting Conditions 8
H<
RV2CM-5D =
JEYIH (Slotting) BIEYIE! (Side Milling) §1~[<
WHIE  FEEEM Nonalloy steels 4, . —. WEIA  FEARM Non alloy steels & —— —. X
Mva\/tzi;'i(al gg%ais\y%"steels ﬂ?‘]ﬁg :gaty Re'sistlant Steels S?a?rqle/s:jeﬁs M‘{a\/tzl;li(al gg%}aﬂ;};:@els ﬁgg :lelaty R;sis:ant Steels Sxta?r:lgsls/s?e?s ;”\
HARDNESS ~HRC30 HRC30~HRC45 = HARDNESS ~HRC30 HRC30~HRC45 =
STRENGTH ~1000N / mi 1000 ~1500N / mif - STRENGTH ~1000N / mri 1000 ~1500N / mr =
HE IE!E# &) EE Iﬂﬁ?ﬁ R EE IE!E?I R EE FE Elﬁ_ﬁ # Y EE Iﬂﬁ_ﬁ( *YEE Iﬂﬁ_& &Y EE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation eed Rotation Feed Rotation Feed
(min-1) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min-1) (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 2,060 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 1L
8 1,345 90 1,065 70 940 50 8 1,920 130 1,520 100 1,340 70
9 1,230 90 985 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 Y
11 1,015 80 845 65 670 40 11 1,450 115 1,210 95 960 55 b=
12 920 70 780 65 610 35 12 1,310 100 1,110 95 870 50 a*
14 840 70 675 55 530 35 14 1,200 100 960 80 760 50 X
15 810 65 635055 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 &K
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 I
25 500 40 380 25 310 15 25 710 565 540 65 440 20
- +~— ae:1D — ap: ap: Hfm]K
AR ap: RHE 35D 0 iy
Depth of Cut U3'DL Depth of Cut ﬁ\_
ae: | ae: B
$3=04mm 0.01D 0.01D
o
Tt
N
o
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide
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[RV3CM-S

CMIYRI)L3IKA ~a—+
CM End Mills 3-Flute Short

. ; hlhfa IEAZE 1%
R =
— —_— N\N\ =

R LA 7o K4 I RHIMPIRL WIS,
AITINA—F A Y ICE Y RFGERR L. BWT 5y —T VY RERE, W 2hy b2 A TTESY LENLICRE,
EEUDFELICKKENELTEEZERY 238021 7,

Y—iNo. W& AR 2R @ Y—ANo. W& AR 2R AR
Tool No. of Ml TGk Cengan Do Tool No. of Wil &k Vengih Do
YT21033 2 3 50 6 YT21040 9 10 66 10
YT21034 3 4 50 6 YT21041 10 11 66 10
YT21035 4 5 54 6 YT21042 12 12 73 12
YT21036 5 6 54 6 YT21043 14 14 75 14
YT21037 6 7 54 6 YT21044 16 16 82 16
YT21038 7 8 58 8 YT21045 18 18 84 18
YT21039 8 9 58 8 YT21046 20 20 92 20
oo : J 4 —. T2 . TRy EE
K% B8 BN AFYLR S A, s A S
@ O O © O

[RV3CM-R

CMIYRIIIMA L¥a>
CM End Mills 3-Flute Regular

: ‘ = hihe BELE o
..M e AITIN 300 0~-002 3
= N\\\ =

NABEA T o Bl B HIM P IRIE W AT IS X6,
AITINO=FT A Y PICEVRFEDEERL,. SV T+ —T VY REFHEB, ¥V 2Oy b2 A T TECY REMLICRE,
EEULNEELICKKENEETEEERY 238044 7,

v —JLNo. AR AR 2R YhE *J —JLNo. AE AR 2R 2k
Tool No. of il TER Dveah Sk Tool No. of Ml TE Deneth St

YT21047 2 6 57 6 YT21054 10 19 12 10
YT21048 3 7 57 6 YT21055 12 22 83 12
YT21049 4 8 57 6 YT21056 14 26 92 16
YT21050 5 10 57 6 YT21057 16 26 92 16
YT21051 6 10 57 6 YT21058 18 32 104 20
YT21052 7 13 63 8 YT21059 20 32 104 20
YT21053 8 16 63 8
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Revo Cut CM End Mills

LG

LAAhy b CMIVRIIL

Eﬁﬁ Tungsten Carbide

Standard Cutting Conditions

A8 Aloy steels
HEYRAM Structure steels
7Y sv—F 4R Prehardened steels

8l Carbon steels
A£3 Aloy steels

HRC20~HRC30
800 ~1000N / mi

HRC30~HRC35
1000 ~1200N / mri

El¥EE ®YRE [ElFEE &) EE
Rotation Feed Rotation Feed
(min-1) (mm/min) (min-2) (mm/min)

15,600 235 12,890 195

10,400 310 8,590 260
7,800 350 6,450 290
6,240 375 5,160 310
5,200 375 4,300 310
4,460 375 3,680 310
3,900 375 3,220 310
3,470 365 2,860 300
3,120 355 2,580 295
2,600 360 2,150 295
2,230 335 1,840 275
1,950 315 1,610 260
1,730 310 1,430 255
1,560 310 1,290 255

~— ae:1D —

RV3CM-S / RV3CM-R
JBYIHI (Slotting)
' ljﬂ Mild steels
Wo'rffnjazrial g;%a:fﬁz‘;” steels
HARDNESS ~HRC20
STRENGTH ~ ~800N/mlﬁ‘ T
2 17,350 210
3 11,570 245
4 8,670 275
5 6,940 290
6 5,780 295
7 4,960 305
8 4,340 310
9 3,860 315
10 3,470 310
12 2,890 310
14 2,480 300
16 2,170 295
18 1,930 295
20 1,730 295
Ak E
Depth of Cut

) |

FAEM Hardened steels
RF VL R$ Stainless steels

HRC35 ~HRC40
1200 ~1300N / mr

B2 &) EE
Rotation
(min-1) (mm/min)
9,230 55
6,150 75
4,620 95
3,690 110
3,080 120
2,640 125
2,310 130
2,050 135
1,850 140
1,540 140
1,320 135
1,150 130
1,030 130
920 125
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

)7

|RVACM-1D

CMIYRI)LAKHA IDEA T
CM End Mills 4-Flute 1D

<

CMIVE

B hihf DENE EonF 7o
ammr AITIN 300 0~-002 Lgoo A
AN\ N

1N

NER AT, Bk R EIAPIELE WIS,
AITING =7 4 Y ZIC LY REGZERB L. BT+ — v > X% HIE, AIEYIHNICRE,
MIEDBNIDZ A 7,

W
=
¥ —JVNo. HE AR 2R PAYZLES Y —JVNo. HE AR &R DAL
—m Tool No. of Wil GT&%  Cengin B Tool No. of Wil GT&  Cengin B
2 YT24709 2 2 40 4 YT24717 9 9 65 10
,’,\\ YT24710 2.5 2.5 40 4 YT24718 10 10 65 10
X YT24711 3 3 45 6 YT24719 11 11 75 12
— YT24712 4 4 45 6 YT24720 12 12 75 12
K YT24713 5 5 45 6 YT24721 14 14 80 12
N YT24714 6 6 45 6 YT24722 15 15 90 16
N YT24715 7 7 55 8 YT24723 16 16 105 16
— YT24716 8 8 55 8
ESN
A
NG o B ANSE . T2 FEVAE
N i AT i RFVLR ik EYS fihs Faas
. Ep =
3 © O @) © O
o
Q
a

v

IIEZIEE Standard Cutting Conditions

i~
© X
23 RV4CM-1D
=
()
{BIELIH (Side Milling)
EN WY FES &S Non alloy steels . .
Eé M\g/toe':i(al gg%agl?é:teels ﬁgg G!a{ Re'sis:ant Steels Szta?r:le/s: :t{eﬁs
HARDNESS ~HRC30 HRC30~HRC45 -
STRENGTH ~1000N / m 1000 ~1500N / mit ol
TE ElERE R EE ElfRE R EE ElERE R EE
EESGITAT] R(?;?r?'?)n (m}r:r?/erﬂin) R([rthﬁrt\l'?)n (m'r:ﬁ/?ﬁin) %?vt\?rtll'?p (mlf\flergin)
2 8,090 195 5,290 120 4,410 100
25 7,170 210 4,590 130 3,820 110
3 6,240 225 3,890 140 3,230 120
- 4 5,290 400 3,230 245 2,720 200
X 5 4,410 420 2,660 250 2,210 210
¢|\ 6 3,890 460 2,350 290 1,990 230
7 3,355 485 2,015 275 1,690 240
| 8 2,940 500 1,760 270 1,470 245
s 9 2,575 470 1,570 240 1,315 225
IS 10 2,280 430 1,400 210 1,180 210
&t 11 2,085 400 1,280 195 1,050 195
N 12 1,920 365 1,180 175 950 170
14 1,710 320 1,060 160 835 160
& 15 1,620 305 1,010 151 790 151
ENIA 16 1,540 285 950 140 770 140
A | |
ap: ap:
PAKE 0.5D 0.5D
BEUJJK Depth of Cut
B
f
B
T+
A
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Revo Cut CM End Mills l/ZRjJ v CMIY FE)L Eﬁi Tungsten Carbide

|RVACM-2D

CMIYRIJLAKA 2D2 1T
CM End Mills 4-Flute 2D

n

III’]~<

&
A
H.s
=
o

RLnA IEOE E2AF o
ammr AJTIN  30°  0~-002 E)c A
AN\ N

7,

NMAUAIL

NARA T L BWHIM PRI VAT IS5 IS,
AITINA=F 4 Y ICE W REDERBE L. W7 4 — 7 v % FE, AImEUIEC &,
BENBRI TRVWPT WV ANT VY IRERD2DRA 7,

13
B
¥ —JUNo. AE AR R R ¥ —JLNo. AE AR 2R AR
Tool No. of Wil & Cengin B Tool No. of Wil & Cengin B -
YT20800 2 4 40 4 YT20870 11 22 75 12 S
YT20801 2.5 5 40 4 YT20808 12 24 75 12 ;p
YT20802 3 6 45 6 YT20871 14 28 80 12 K
YT20803 4 8 45 6 YT20872 15 30 90 16 —
YT20804 5 10 45 6 YT20873 16 32 105 16 .
YT20805 6 12 45 6 YT20874 18 36 105 16 TR
YT20868 7 14 55 8 YT20875 20 40 110 20 £iR
YT20806 8 16 55 8 YT20876 22 44 110 20 =
YT20869 9 18 65 10 YT20877 24 48 125 25 &
YT20807 10 20 65 10 YT20878 25 50 125 25 NS
X
NS
o i A 145 _. T _ FRUAEE -
KRB BB RN ZFYLR i o i s -
r
© O O © O g

v

IEEZLESE Standard Cutting Conditions

ik
x X
RV4CM-2D a3
=
(8]
BIFEEIY] (Side Milling)
HRHIH JEE & Non alloy steels oy steels = EN
M\;vtgﬂ(al gﬁ%a:y%:teels %gg :!a{ Re‘sis:am Steels S;t‘ez?r:lgs:s;t‘eﬁs E_L
HARDNESS ~HRC30 HRC30~HRC45 = =<4
STRENGTH ~1000N / mit 1000 ~1500N / mr =
& EEH  EYEE  EER EUEE  EER RUEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(min-1) (mm/min) (min-) (mm/min) (min-t) (mm/min)
2 8,090 195 5290 120 4,410 100
25 7,170 210 4,590 130 3,820 110
3 6,240 225 3,890 140 3,230 120
4 5,290 400 3,230 245 2,720 200 =
5 4,410 420 2,650 250 2,210 210 <
6 3,890 460 2,350 290 1,990 230 1L
7 3,355 485 2,015 275 1,690 240
8 2,940 500 1,760 270 1,470 245 |
9 2,575 470 1,570 240 1,315 225 NS
10 2,280 430 1,400 210 1,180 210 b=
11 2,085 400 1,280 195 1,060 195 &t
12 1,920 365 1,180 175 950 170 X

14 1,710 320 1,050 160 835 160
15 1,620 305 1,010 151 790 151 &K
16 1,540 285 950 140 770 140 .
18 1,295 245 835 125 660 125 A
20 1,175 225 740 110 590 105
22 1,075 200 670 100 545 90
24 990 185 615 90 500 90
25 950 175 590 90 475 85

ap:
AR R b
Depth of Cut

B
41v1E

o
e
o1
o
V=134
a—F—5—
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

|RVACM-3D

CMI>YRI)LAKHA 3DEAT
CM End Mills 4-Flute 3D

)7

<

CMIVE

B hihf DENE EonF 7o
ammr AITIN 300 0~-002 Lgoo A
AN\ N

1N

TR 2 A 7o B4 S AREIAP IR WIS,
AITINOA =7 4 Y ZICE Y REBERBR L. @W/¥7 4 — 7 > % FIE, FIETHICHE,

PREEFTORTy MO EFIZHER T 53D% 4 7,

u
B
7 —JuNo. AE A% 2R AR ¥ —LNo. AR AR 2R AR
—m Tool No. of Ml otei | lengn B Tool No. of Wil GT&  Cengin B
3 YT20906 3 9 45 6 YT20915 12 36 85 12
X YT20907 4 12 50 6 YT20916 14 42 90 12
K YT20908 5 15 55 6 YT20917 15 45 95 16
— YT20909 6 18 60 6 YT20918 16 48 110 16
| YT20910 7 21 60 8 YT20919 18 54 110 16
2R YT20911 8 24 70 8 YT20920 20 60 120 20
in YT20912 9 27 70 10 YT20921 22 66 120 20
- YT20913 10 30 80 10 YT20922 24 72 140 25
. YT20914 11 33 85 12 YT20923 25 75 140 25
0
IIRBIJ LI FavEe
~ " ) e 4 . 7L o5 VEE
- P e BN 2FLL3R e o s Lo
L © O O © O
(&}
o

v

IEEZLEY: Standard Cutting Conditions

i~
E- X
RV4CM-3D
==
= BIELIEI (Side Milling)
“EJN WEIE  FEEEM Non alloy steels & . —.
g; Mva}’tz':i(al ggfﬁ:{lﬁz’:teels mgg /}-\lga{ Retsis:ant Steels S;t(a?rqlgsg s;t{eﬁs
=N HARDNESS ~HRC30 HRC30~HRC45 =
STRENGTH ~1000N / mr 1000 ~1500N / mri =
pe  EEM  #UEE  DEM  20EE  DEM  2)EE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(min-L) (mm/min) (min-1) (mm/min) (min1)  (mm/min)
3 4,320 160 2,500 70 3,230 60
4 3,500 195 1,990 80 2,720 100
5 2,990 250 1,695 98 2,210 105
L 6 2,575 300 1,470 125 1,990 115
9 7 2,225 310 1,260 125 1,690 120
[ 8 1,960 320 1,105 125 1,470 125
+ 9 1,785 320 1,025 125 1,315 115
10 1,645 320 960 125 1,180 105
\l‘_A 11 1,480 280 880 115 1,050 100
KX 12 1,345 250 810 110 950 85
= 14 1,225 235 700 100 835 80
X 15 1,177 230 662 95 790 75
16 1,135 225 625 90 770 70
X 18 965 190 540 75 660 65
Al 20 825 160 475 65 590 55
R 22 750 145 435 60 545 45
24 700 135 410 55 500 45
25 680 130 400 58 475 40
-
=H .
Er ap: ap
ﬂ«a\_ TIAKE 25D 1D
E‘*Q\ Depth of Cut
N ! 5350 8550
5
Q)
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Revo Cut CM End Mills LA&EAvkF CMIVFSII

Eﬁﬁ Tungsten Carbide

|RVACM-4D

CMIYRIJLAKA 4021
CM End Mills 4-Flute 4D

hlhf FIENE EVAF %
aaEr AITIN 300 0~-002 E)c 4
= =in “ —
B LA 7o K& I HIMRIRL WA TS G,
AITINI =7 4 > 7IC &k Y REGERR L, &L/ 7 x — v > % HiE, AEYAEICRE,
ROLWHRTEREY -REMTISIET 24D% 1 7,
Y —JvNo. AE AR &R PAYZLES ¥ —JVNo. AE AR &R PARRLES
ToolNo. ofmil  of&n  lengh  Bar ToolNo. oM oi&w  legh  bar
YT24691 3 12 60 6 YT24700 2 48 120 12
YT24692 4 16 60 6 YT24701 4 56 125 16
YT24693 5 20 70 6 YT24702 15 60 130 16
YT24694 6 24 70 6 YT24703 16 64 135 16
YT24695 7 28 80 8 YT24704 18 72 150 20
YT24696 8 32 90 8 YT24705 20 80 160 20
YT24697 9 36 100 10 YT24706 22 88 150 20
YT24698 10 40 100 10 YT24707 24 96 150 25
YT24699 11 44 110 12 YT24708 25 100 185 25
o 15\ 1 45 _. T3 . FavEE
"% ae8 BANH AFULR ik P ON iRk aas
©) O O ©) O
| HAETHIEMH Standard Cutting Conditions
RV4CM-4D
{BIE I (Side Milling)
WHIH  FEARM Nonalloy steels 4 . —.
Mvavt‘()e?i(al gg%ﬁi{lz:teels ﬁﬁg :!a;! R;is:ant Steels S;t(a?r:le/s:s;ttgs
HARDNESS ~HRC30 HRC30~HRC45 -
STRENGTH ~1000N / mi 1000 ~1500N / mif =
pm  EEM RYEE  EER  EVEE  EER RYEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 3,240 120 1,875 50 2,420 45
2,625 145 1,490 60 2,040 73
5 2,240 190 1,270 75 1,660 80
6 1,930 225 1,100 95 1,495 85
7 1,670 230 945 95 1,270 90
8 1,470 240 830 95 1,105 95
9 1,340 240 770 95 985 85
10 1,235 240 720 95 885 80
11 1,110 210 660 85 790 75
12 1,010 190 605 80 715 65
14 920 180 525 75 625 60
15 880 170 495 70 595 53
16 850 170 470 65 580 50
18 725 140 405 55 495 50
20 620 120 355 50 440 40
22 565 110 325 45 410 35
24 525 100 310 40 375 35
25 510 100 300 40 855 30
ap: ap:
YPAHKE 2.5D 1D
Depth of Cut
6950 8950
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

|RVACM-5D

CMI>RI)LAKHASDRA T
CM End Mills 4-Flute 5D

)7

<

CMI> K

B hihf DENE EonF 7o
ammy AITIN _ 30°  0~-0.03 Lgo° 4
A\\N

1N

TR A 7o B4 S AREIAPIRL WIS,
AITINO =7 4 ¥ 7IC & Y REBERR L. @7+ —7 ¥ % Fi8, AIImHICRiE,

EHICRVWARTRREY -BIEMITICHIST 25D% 4 7,

W
=
Y —JVNo. AE AR &R PAYZLES Y —JVNo. AE AR &R PAYZLES
m— Toite, P g el s moine P lgEr Qe s
D YT20961 3 15 60 6 YT20969 11 55 110 12
,’,\\ YT20962 4 20 60 6 YT20970 12 60 120 12
X YT20963 5 25 70 6 YT20971 14 70 125 16
— YT20964 6 30 70 6 YT20972 15 75 130 16
K YT20965 7 35 80 8 YT20973 16 80 135 16
fr; YT20966 8 40 90 8 YT20974 18 90 150 20
ESN YT20967 9 45 100 10 YT20975 20 100 160 20
e YT20968 10 50 100 10 YT20976 25 125 185 25
ESN
N
I:'JL o : I FRVEE
N S a2 BEANH RFYLR i o i s
—
3 ©) O O ©) ©)
m
=
o
2 IEIEY Standard Cutting Conditions
E- X
Y RV4CM-5D
o3
= AIETIH) (Side Milling)
wig W FEE £ Non alloy steels & o —.
E _L Mvaygrli(al ggfﬂglz:teels mﬁg :gaty R;sistlant Steels Sﬁl-i’r;e/s‘s/sﬁ?s
£ HARDNESS ~HRC30 HRC30~HRC45 -
STRENGTH ~1000N /it 1000 ~1500N / mi -
Tz ElERg  RYEE  EEE O XVEE  EEE RYEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(min-L) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 3,025 110 1,750 50 2,260
4 2,450 135 1,395 58 1,905 70
5 2,095 175 1,185 70 1545 75
v 6 1,805 210 1,030 90 1,395 80
By 7 1,560 215 880 90 1,185 85
i 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
l\;i 12 940 175 565 75 665 60
2 14 860 165 490 70 585 55
3 15 825 160 465 65 555 By
16 795 160 440 65 540 50
. 18 675 135 380 55 460 45
Q\rf 20 580 110 335 45 415 40
E:\\ 25 475 90 280 40 33530
ap: ap:
o YRAHE 3-5{ ZDT
EH‘ Depth of Cut | |
g | ae: ae:
E‘\_ . 001D L_,,m
™
f
Ql\
it
N
L
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Sagasude

https://sagasude.ymkt.co.jp/
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

)7

|RVHCM-S

CMIYRIILNAAD 33—k
CM End Mills High Helix Short

<

CMIVE

S hlhf ARA/E
aaEr AITIN  45° 0~-003
AN\ N

A

TEBEIR AR T 2/ 4 AU AL Ga L hid) # A LT F I,
ATINO=T 4 Y JICE WV REGZER L. W7+ —v v X2 RIE, SREMICRE,
AREZMZ BRIEEZREFEST D> a—bRA T,

[t
B
7 —JvNo. HAE AR 2R nIE A Y —JVNo. AR AR 2R nIE AR
— Tool N Dia. Length Overall Shank Number Tool N Dia. Length Overall Shank Number
~ ool o of Mill of Cut Length Dia. of Flutes ool o of Mill of Cut Length Dia. of Flutes
N YT21969 3 10 55 6 4 YT21975 12 30 100 12 6
,',} YT21970 4 12 60 6 4 YT21976 14 35 105 16 6
X YT21971 5 15 60 6 4 YT21977 16 40 110 16 6
— YT21972 6 15 60 6 6 YT21978 18 40 120 20 6
C K YT21973 8 20 75 8 6 YT21979 20 45 125 20 6
fr; YT21974 10 25 80 10 6 YT21980 25 50 140 25 8
N
— a%
QxR congrye i 15 A U5 . T3 o FRUAES
3 S &4 BEANE ZFVLR #% 6 tif TSN
N @) @) ©)
|
4L
|
&
(&}
a

v

IEEZEY: Standard Cutting Conditions

i~
© X
3 RVHCM-S
==
S {BIE I (Side Milling)
%T %{kﬁ A& Aloy steels BEANEA Hardened steels
@ Material
'>_< N HARDNESS HRC30~HRC40 HRC40~HRC55 HRC55 ~HRC65 HRC65 ~HRC70
STRENGTH 1000 ~1300N / mit 1300 ~2000N / mi = =
pe  EEM 2YEE  EEM  RYEE  EEK $YEE  ERK #YEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(min1, (mm/min) (min-1) (mm/min) (min1) (mm/min) (min-1) (mm/min)
3 12,800 970 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 3,060 345
v 6 6,360 1,500 5,040 1,045 3,840 720 2,520 430
B 8 4,800 1,510 3,840 1,070 2,880 720 1,920 430
T 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
I 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
2 20 1920 1,210 1,560 1,130 1,200 660 720 410
f’g 25 1,560 1,370 1,200 925 960 670 610 385
ap:
Q\N YEAKRE 1.5D
:\_l\ Depth of Cut
RN e:
g 8%
It
=
B
o
a5
H
)
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Revo Cut CM End Mills 1/7]-:73 v CMIY FE}L EEE Tungsten Carbide

n

[RVHCM-L

CMIYRIILNAAYOVY
CM End Mills High Helix Long

i

&
A
H.»
=
o

hihf FIRLE
amsr AITIN 45 0~-003
A\

v

A

NMAUAIL

BRI AER T B/ 4 AU AL Ga U higs) #IRA LT K I,
AITINO =74 VLK) REDERBL. 8V T7 4+ —< v XA EHE, 8BEMICRE,
EOARICLYEROMIICHENIGT 207 %A 7,

JLE
B
7 —JvNo. AE AR 2R nIE AR 7 —JVNo. AE AR 2R /IR A
Tool N Dia. Length Overall Shank Number Tool N Dia. Length Overall Shank Number [
oot No. of Mill of Cut Length Dia. of Flutes oot o- of Mill of Cut Length Dia. of Flutes
YT21981 6 26 80 6 6 YT21985 16 70 140 16 6 D
YT21982 8 36 100 8 6 YT21986 20 80 160 20 6 f}\\
YT21983 10 46 100 10 6 YT21987 25 100 180 25 8 X
YT21984 12 56 125 12 6 —
AKX
TR
N U . T3 B FRUAS IR
pES EE= BN AFYLR # o 1158 A ST -
© © © N2
i
N
NS
|
JL
|
r
(&}
a

IEELEY: Standard Cutting Conditions =
2R
RVHCM-L X
s
=
BIE LTI (Side Milling) ©
%Vﬁlojf A& Alloy steels BEANEE Hardened steels %T
Material x>
HARDNESS HRC30~HRC40 HRC40~HRC55 HRC55 ~HRC65 '>_<a\
STRENGTH 1000 ~1300N / mi 1300 ~2000N / m =
& EfEd  XVEE W EEKR O XYEE EER XYEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(min-1) (mm/min) (min-1) (mm/min) (min1) (mm/min)
6 3,180 770 3,180 575 2,540 455
8 2,390 720 2,390 575 1,910 455
10 1,910 685 1,910 575 1,520 455
12 1,580 660 1,580 575 1,270 455 2
16 1,190 575 1,190 505 960 410 B
20 960 660 960 695 770 410 ’f
25 770 550 770 490 610 395 £
ap: |
KR 30 ra
Depth of Cut A‘D
| ae: rt
0.01D X
&
o
N
il
S
B
o
&
T+
N
o
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Revo Cut CM End Mills

X
N
A
1N
X

7{97' SENTIN I
k5| | IS0

>

DLCO—k

CMIYRIJL
(NTR)

XTREME
S)—X

T—Xv bk

YR
21)==2

A1
2~r-F-v | 41vIa

V=g

29

LEAybk CMIVEREIL Eﬁﬁ Tungsten Carbide

|RVAVR2D

CMIY R I REREFRE) — R 4H 2021~
CM End Mills 4-Flute Vibration Reduction 2D

o= RLhE IENE 7o
BT 35°/37° 0~-0.03 4
L N\X =

$2.2515% Y — F37°
TENEARE) — F BHIREZA 7, OO #8086 LNTEEE% R L,
AITINO=T 4 Y IV RFDZER L. 8L 7 £ —< v X & HiE,
BANLBRI TRV TV ATV XER/D2DL 1 7,

< —JLNo. HE AR &R YL < —JLNo. AE AR R 2SOk
Tool No. of Ml e Dentih ST Tool No. of Ml e Dength ST
YT23746 2 4 50 4 YT23592 6 12 50 6
YT23747 2.5 5 50 4 YT23593 8 16 65 8
YT23586 3 6 50 6 YT23594 10 20 75 10
YT23587 35 7 50 6 YT23595 12 24 80 12
YT23588 4 8 50 6 YT23596 16 32 100 16
YT23589 45 9 50 6 YT23597 20 40 120 20
YT23590 5 10 50 6 YT24135 25 50 150 25
YT23591 5.5 11 50 6
» J _. FILI _ FRUEE
P! B8 BN 2FYLZR Sk X e e
©) O ©) ©)

| RV4AVR-2D-SS

CMIYRI) REDEFRE)— R 4HA D1 T R ) Lo v >
CM End Mills 4-Flute Vibration Reduction 2D with Slim Shank

B = BLhA ABLE | 3
AR T 35°/37° 0~-0.03 4
H e — N ;
TENETREFEY — R BHRE A4 7, OO0 #i0& LINTEBE %M@ L,
AITINO—F 4 VLV EHEGEZERL. W7+ —< v X5 HiE,
BENBRS TRV TV ATV RERD2DZA T, v 7B EHAELY) A F X 1Imm~2mmIZE&E,
7 —JLNo. AE AR 2R P2k 7 —JVNo. AR AR 2R PAZk:ES
Tool No. of bl e Cength St Tool No. of Ml e Dength St
YT23776 5 10 50 4 YT23783 13 26 85 12
YT23777 7 14 60 6 YT23784 14 28 90 12
YT23778 8 16 65 7 YT23785 16 32 100 15
YT23779 9 18 70 8 YT23786 17 34 110 16
YT23780 10 20 75 9 YT23787 18 36 120 16
YT23781 11 22 80 10 YT23788 20 40 120 18
YT23782 12 24 80 10
" ) _. T _ FRyEE
b3 B8 BN 2FULZR Sk X e N
© O O ©




Revo Cut CM End Mills 1/7]‘\‘73 v CMIY FE}L Eﬁﬁ Tungsten Carbide

| BRgMRSE ___Standard Cutting Conditions |
RV4VR-2D / RV4VR-2D-SS

SEYIH (Slotting)

2L

I ik e ey | T8 AFYLR00F  AFVLRA0F  PHRZVLzE  TA=TA e
Work Cast iron 2 3025 Ctee S Alloy steels Tool Steels Stainless steels 300  Stainless steels 400  Stainless steels (PH) TI?RE$ High t:l?gp:rature
Materiel EC S55C gel S S SUEEED Ti5AIBV5Mo Py 2
FCD 35400 SNCM SKS SUS316 SUS420 Ti7Al4Mo ARFOA Ui I\'E
HARDNESS ~HRC25 ~HRC30 HRC30~HRC40 ~HRC40 S = = = = H=
STRENGTH ~870N / mii ~1000N / mri 1000 ~1300N / mr ~1300N / mri = 0\(_
TE EiEE XYEE EEHR XVEE EER XVEE BEEHR XVEE EEH JEU EE  [EEH :i');iﬁ [ElFEE *‘) EE  [EEH :E‘) HEE [EER XY EE X z

Dia. of Mill  Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(min1)  (mm/min) (min?1) (mm/min) (minl) (mm/min) (mind)  (mm/min) (min1)  (mm/min) (min1) (mm/min) (min) (mm/min) (min1)  (mm/min) (min1)  (mm/min)

2 16,930 205 22,990 185 16,150 130 9,690 75 17,390 140 24,340 195 15,720 125 12,250 95 4,690

2.5 13,550 215 18,430 220 12,920 155 7,790 60 13,910 170 19,470 155 12,580 150 9,800 80 3,750 45
3 11,290 270 15,320 305 10,790 215 6,450 75 11,590 230 16,230 260 10,480 210 8,160 130 3,120 65
35 9,690 295 13,170 335 9,220 240 5,510 95 9,980 245 13,870 265 9,030 240 7,030 150 2,660 65
4 8,470 340 11,490 370 8,090 260 4,840 115 8,690 280 12,170 290 7,860 250 6,120 170 2,340 65

Bt

45 7,510 360 10,210 380 7,220 265 4,280 120 7,700 325 10,830 315 6,980 285 5,420 190 2,100 80 s

5 6,770 380 9,190 405 6,470 285 3,870 125 6,950 360 9,740 350 6,290 325 4,900 215 1,880 90 ﬂ\\

55 6,180 410 8,360 455 5,890 315 3,520 130 6,320 380 8,840 380 5,700 335 4,470 240 1,680 100 X

6 5,640 450 7,660 490 5,390 345 3,230 140 5,800 415 8,110 420 5,240 375 4,080 260 1,560 110 —
7 4,800 510 6,590 520 4,650 380 2,790 170 4,950 455 6,920 500 4,500 410 3,520 280 1,310 130 g

8 4,230 575 5,750 620 4,040 435 2,420 185 4,350 485 6,090 535 3,930 440 3,060 305 1,170 145 2

9 3,800 620 5,100 620 3,620 430 2,150 195 3,870 510 5,420 600 3,500 460 2,720 370 1,010 160 'IR
10 3,720 715 5,080 770 3,540 540 2,120 230 3,480 670 4,870 660 3,140 605 2,450 420 940 175

11 3,400 720 4,640 750 3,200 510 1,950 230 3,150 660 4,420 655 2,860 580 2,220 415 830 170 — .
12 3,100 720 4,230 795 2,950 555 1,760 225 2,900 650 4,060 650 2,620 575 2,040 410 780 170 N
13 2,860 680 3,920 750 2,710 520 1,610 210 2,670 620 3,740 620 2,420 550 1,890 390 700 165 iR
14 2,660 645 3,630 710 2,530 495 1,510 205 2,480 595 3,480 595 2,250 530 1,750 370 670 165 I'R}'J
16 2,320 605 3,170 675 2,210 470 1,320 195 2,170 550 3,040 550 1,970 485 1,530 345 590 150 -
17 2,190 605 3,000 670 2,080 465 1,230 195 2,050 545 2,870 545 1,850 485 1,450 340 570 145 Z

18 2,070 600 2,820 665 1,970 465 1,180 195 1,930 540 2,700 540 1,750 485 1,360 335 520 145 I

20 1,860 600 2,540 660 1,770 460 1,060 190 1,740 535 2,430 535 1,570 485 1,220 340 470 145 0

25 1,490 447 2,037 497 1,413 345 850 147 1,388 411 1,948 405 1,261 373 980 263 369 111 a

a

~— ae:1D — |~— ae:1D —

RAHE 1 . |
Depth of Cut ?B L S%D

I

2 X
Y
{BIE I (Side Milling) =
. i R ] T88 ZFYLRI00FR  RFYLRUO0F  PHRFYLzE — To-7h AR )
%Jf Castiron i Aoy stest Tod Seels Saigsesloos 300 Siaiosssioel 400 Siahiessstsele () ;itGAIAV H'ghtaelf(;’)’,;'a'“'e %rl(
Miateral FCD & SNCM SKs SUS316 SUS420 LD B o &
HARDNESS ~HRC25 ~HRC30 HRCSONHRC4O ~HRC40 = = = = = =<
STRENGTH ~870N/ mr ~1000N / mi 1000 ~1300N / mii ~1300N / mii = =
TE EiEg XYEE EEH XVEE EEE XVEE EEH XVEE EEH ﬁEUiﬁF’ Bk %UEE [EIRE J&‘)EE ElRE XY EE EEH XY RE
Dia. of Mill Rotatlon Feed Rotation ~ Feed  Rotation Feed Rotation Feed Rotation ~~ Feed Rotation Feed Rotation ~ Feed  Rotation Feed  Rotation Feed
(min1)  (mm/min) (min1) (mm/min) (minl) (mm/min) (mind)  (mm/min) (min1)  (mm/min) (min1) (mm/min) (min)  (mm/min)  (min1)  (mm/min) (min1) (mm/min)
2 16, 930 370 22,990 33516,150 235 9,690 135 17,390 250 24,340 350 15,720 225 12,250 170 4,690
2.5 13,550 385 18,430 39512920 280 7,790 110 13,910 30519,470 28012580 270 9,800 145 3,750 80
3 11,290 485 15,320 550 10,790 385 6,450 135 11,590 415 16,230 470 10,480 380 8,160 235 3,120 115
35 9,690 530 13,170 605 9,220 430 5510 170 9,980 44013870 475 9,030 430 7,030 270 2,660 115 +
4 8,470 610 11,490 665 8,090 470 4,840 205 8,690 50512170 520 7,860 450 6,120 305 2,340 115 S
45 7,510 650 10,210 685 7,220 475 4,280 215 7,700 585 10,830 565 6,980 515 5,420 340 2,100 145 |
5 6,770 685 9,190 730 6,470 515 3,870 225 6,950 650 9,740 630 6,290 585 4,900 385 1,880 160 2
55 6,180 740 8,360 820 5,890 565 3,520 235 6,320 685 8,840 685 5,700 605 4,470 430 1,680 180
6 5,640 810 7,660 880 5,390 620 3,230 250 5,800 745 8,110 755 5,240 675 4,080 470 1,560 200 L_\
7 4,800 920 6,590 935 4,650 685 2,790 305 4,950 820 6,920 900 4,500 740 3,520 505 1,310 235 [N
8  4,2301,035 5,750 1,115 4,040 785 2,420 335 4,350 875 6,090 965 3,930 790 3,060 550 1,170 260 Q\l
9 3,8001,115 5,100 1,115 3,620 775 2,150 350 3,870 920 5,420 1,080 3,500 830 2,720 665 1,010 290 N
10 3,7201,285 5,080 1,385 3,540 970 2,120 415 3,480 1,205 4,870 1,190 3,1401,090 2,450 755 940 315
11 3,4001,295 4,6401,350 3,200 920 1,950 415 3,1501,190 4,4201,180 2,860 1,045 2,220 745 830 305 -
12 3,1001,295 4230 1,430 2,9501,000 1,760 405 2,9001,170 4,060 1,170 2,620 1,035 2,040 740 780 305 NI
13 2,8601,225 3,920 1,350 2,710 935 1,610 380 2,6701,115 3,7401,115 2,420 990 1,890 700 700 295 R
14 2,6601,160 3,6301,280 2,530 890 1,510 370 2,4801,070 3,4801,070 2,250 955 1,750 665 670 295 i
16 2,3201,090 3,1701,215 2,210 845 1,320 350 2,170 990 3,040 990 1,970 875 1,530 620 590 270
17 2,1901,090 3,0001,205 2,080 835 1,230 350 2,050 980 2,870 980 1,850 875 1,450 610 570 260 ek
18 2,0701,080 2,8201,195 1,970 835 1,180 350 1,930 970 2,700 970 1,750 875 1,360 605 520 260 LEE
20 1,8601,080 2,5401,190 1,770 830 1,060 340 1,740 965 2,430 965 1,570 875 1,220 610 470 260 @)—
25 1,490 447 2,037 497 1,413 345 853 147 1,388 411 1,948 405 1,261 373 980 263 369 111 )
SN
. ap: ap: Nl
L i 1DT v _l*:“
Depth of Cut —— |
‘ S%D s L—»\ :\Ill

ae: 0.15D ae: 0.1D

30



)12

CMIVF
==
(#88E)

RUTT .
NAUAIL

Revo Cut CM End Mills L&FAy bk CMIVEFZI #BHRE Tungsten Carbide

| RV4VR-2D-LS

CMIY R I AEREFREY — R 4H 2021 T OV T v >y
CM End Mills 4-Flute Vibration Reduction 2D with Long Shank

REFERE) — P BIRE A 7, VO 28006 LINTERBEEMA L,
AITINA—F 4 > ZIC kY REMERBEL, ST 5 -V X EHE,
Ty IBNPRCIARLIVMVWRY LA 7T IBLENTICEWTS SRS MIA A,

- RLhA TR/E 7o
BRHT 357/37 0~-003 [ “p
N\X ——

X
N
A
1N
X

TR

R—=)L-
>

T420 I
AE=K57405

>

DLCO—k

v

CMIYR
(NTR)

XTREME
DUES

¥ —uNo. AE AK 2R B ¥ —JNo. A AR 2R AE
Tool No. of Wil pden Dengin B Tool No. of Wil et Denein B
YT24724 5 10 100 4 YT24728 9 18 130 8
YT24725 6 12 120 5 YT24729 10 20 150 9
YT24726 7 14 120 6 YT24730 12 24 150 10
YT24727 8 16 130 7 YT24731 13 26 150 12
oo 1% _. T . FRVEE
e a2 BN AFULR i i o i s
© O © ©)

| RV4VR-2D-LS-R

CMIYRI)LFEREFREF) — R 4KH DR F OIS v SPTR
CM End Mills 4-Flute Vibration Reduction 2D with Long Shank and Radius

T BLhe AELE o
BT 35°/37° 0~-0.03
cooa NN\ e |4

TERBREZEY — R BHIRZA 7, OO0 #I5 LINTEBE %M L,
AITINA—F 4 > ZIC kY REMERBEL, G753 -V XEHE,
o IEARCHARLVBORY LZA T T ABENTICEWTESERAMIAAEE, I—F R&A 7,

T—Xv bk

—

YR
21)==2

A1
2~r-F-v | 41vIa

V=g

7 —JVNo. HE 3A-FR AR &R IR Y —JNo. HE 3-FR AR &R I
Tool N Dia. Corner Length Overall Shank Tool N Dia. Corner Length Overall Shank
LI of Mill Radius of Cut Length Dia. i of Mill Radius of Cut Length Dia.

YT24732 5 0.2 10 100 4 YT24736 9 0.3 18 130 8
YT24733 6 0.3 12 120 5 YT24737 10 0.3 20 150 9
YT24734 7 0.3 14 120 6 YT24738 12 0.3 24 150 10
YT24735 8 0.3 16 130 7 YT24739 13 0.3 26 150 12

" J _. T2 o FEv AR
b a%m BN AFYLR i i o ik LSS
© ©) ©) ©)




Revo Cut CM End Mills l/ZRjJ v CMIY FE}L Eﬁi Tungsten Carbide

IEEEEE: Standard Cutting Conditions
RV4VR-2D-LS / RV4VR-2D-LS-R

EBYH (Slotting)

23l

p— % e ARl R F ZFYLRI0K  AFULRM0F  PHRFVLZE  TA=7hA W ikt
Work Cast iron ar 3025 cee s Alloy steels Tool Steels Stainless steels 300 ~ Stainless steels 400  Stainless steels (PH) TI(?REI\-I; 9 t:lrlr(;p(serature
Material FC S55C SCM 3US304 Susaie SUS630 TisAIV5Mo ) =
FCD 35400 SNCM SKS SUS316 SUS420 Ti7AlGMo NRFAA L l:\'R
HARDNESS ~HRC25 ~HRC30 HRC30~HRC40 ~HRC40 = = - - - H=>
STRENGTH ~870N / mit ~1000N / mri 1000 ~1300N / mr ~1300N / mi = - - - - {\\<_
TE Eli XYERE EEK EYEE EEH O XYEE EEH OXYEE EEE O RYEE BEEE OXYEE BEER XVEE EER XVERE EER O XY)ERE XX

Dia. of Mill  Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
: (min)  (mm/min) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min?)  (mm/min) (min1) (mm/min) (min1) (mm/min) (min?) (mm/min)

5 6,770 380 9,190 405 6,470 285 3,870 125 6,950 360 9,740 350 6,290 325 4,900 215 1,880

6 5,640 450 7,660 490 5,390 345 3,230 140 5,800 415 §,110 420 5,240 375 4,080 260 1,560 110
7 4,800 510 6,590 520 4,650 380 2,790 170 4,950 455 6,920 500 4,500 410 3,520 280 1,310 130
8 4,230 575 5,750 620 4,040 435 2,420 185 4,350 485 6,090 535 3,930 440 3,060 305 1,170 145
9 3,800 620 5,100 620 3,620 430 2,150 195 3,870 510 5,420 600 3,500 460 2,720 370 1,010 160

10 3,720 715 5,080 770 3,540 540 2,120 230 3,480 670 4,870 660 3,140 605 2,450 420 940 175 X

12 3,100 720 4,230 795 2,950 555 1,760 225 2,900 650 4,060 650 2,620 575 2,040 410 780 170 A

13 2,860 680 3,920 750 2,710 520 1,610 210 2,670 620 3,740 620 2,420 550 1,890 390 700 165 X
—

o ~— ae:1D — - ~— ae:1D — .

YAHE . ) AN

Depth of Cut ?B J— S%DJ— "Ii I'I:R
I
AT
A
N
NS
I
L
|

BIEIY) (Side Milling) Q
o

R & = o = FR=IL fi#aE

Kt Cf;t%on Carbon Steels Alzyft?éls Trﬁ%t?ils S;t{;;ﬂ:sls/s;t{eztl)s%ﬁ) Sztaﬁgsls/ietg%ﬁ) Sfa'?ni;s;etli(ﬁ) Titanium High‘elf'pe'am'e ‘

ok FC S scm SKD SUS304 SUS416 e ok

Viateral FCD & SNCM sKs SUS316 SUS420 U B o

HARDNESS ~HRC25 ~HRC30 HRC30~HRC40 ~HRC40 = - = - -

STRENGTH ~870N / mi ~1000N / mri 1000 ~1300N / mrf ~1300N / mrt

e EEH EURE EEH ZVEE EER ZURE EEH 2VEE EER XURE EEH RVEE DR XVRE EER 2YRE EEK X)RE

Dia.of Mill Rotation = Feed  Rotation ~ Feed  Rotation ~ Feed  Rotation ~ Feed  Rotation ~Feed  Rotation ~ Feed  Rotation ~ Feed  Rotation ~ Feed  Rotation ~ Feed =
(min1)  (mm/min) (min1) (mm/min) (minl) (mm/min) (mind)  (mm/min) (min?)  (mm/min) (min1) (mm/min) (min)  (mm/min)  (min1)  (mm/min) (min1) (mm/min) m,.\
5 6,770 685 9,190 730 6,470 515 3,870 225 6,950 650 9,740 630 6,290 585 4,900 385 1,880 160 2 X
6 5640 810 7,660 880 5390 620 3,230 250 5,800 745 8110 755 5240 675 4,080 470 1,560 200 QE
7 4,800 920 6,590 935 4,650 685 2,790 305 4,950 820 6,920 900 4,500 740 3,520 505 1,310 235 =
8 4,2301,035 5,750 1,115 4,040 785 2,420 335 4,350 875 6,090 965 3,930 790 3,060 550 1,170 260 =
9 38001,115 51001,115 3,620 775 2,150 350 3,870 920 5,4201,080 3,500 830 2,720 665 1,010 290 J
10 3,7201,285 5,080 1,385 3,540 970 2,120 415 3,480 1,205 4,8701,190 3,1401,090 2,450 755 940 315 ET
12 3,1001,295 4,2301,430 2,9501,000 1,760 405 2,9001,170 4,060 1,170 2,620 1,035 2,040 740 780 305 &
13 2,8601,225 3,9201,350 2,710 935 1,610 380 2,6701,115 3,7401,115 2,420 990 1,890 700 700 295 =B
ap: ap: ap:
YRHE 1op . v
Depth of Cut
L__(g.%:D L_.\
ae: 0.15D ae: 0.1D
Iz
2
T
P
|
AN
[N
o
X
P
)
RN
K
&=
s
™
)
1+
N
ot
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Revo Cut CM End Mills

X
N
A
1N
X

DT

7{‘/7' T
kT | IS

>

DLCO—k

CMIYRIJL
(NTR)

XTREME
S)—X

YR
21)==2

FE
A4V ITE

Y=y
a=rrly
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LEAybk CMIVEREIL Eﬁﬁ Tungsten Carbide

[RVAVR3D

CMIY R II)L FEREIFE) —F 48H 30217
hiha IEAE
357/37 0~-003
AN\l

CM End Mills 4-Flute Vibration Reduction 3D
. 3 R $2.251FF ) — F37°
TENENTE) — P BHIREA 7. OO 286 LINTEEE Z [ L,

ATINO=T 4 VIV RFDZER L. 8L T7 5 —< v X% FiE,

FIREORTy MIIITXREMTICHRER3IDX A 7,

Y —JuNo. AE AR &R VARZL: Y —JVNo. AE AR &R PARRLES
Tool No. of Wil pidet Denetn B Tool No. of Wil ket Denein B

YT23749 2 6 50 4 YT23604 6 18 50 6
YT23750 2.5 7.5 50 4 YT23605 8 24 65 8
YT23598 3 9 50 6 YT23606 10 30 75 10
YT23599 3.5 10.5 50 6 YT23607 12 36 80 12
YT23600 4 12 50 6 YT23608 16 48 100 16
YT23601 4.5 135 50 6 YT23609 20 60 120 20
YT23602 5 15 50 6 YT24136 25 75 150 25
YT23603 5.5 16.5 50 6

" ) _. T3 _ FRVER

b a% BN AFYLR i i ¢ ik LSS

© O © © ©

| RV4VR-3D-SS

CMIY RS FREDERE — K 4H DR T AU LS v>D
BLhf DENE
35°/37° 0~-003
ANNNG__J

CM End Mills 4-Flute Vibration Reduction 3D with Slim Shank

- s T
TREDBEIREY — F kg4 7, OO 2806 LINTEBEZ [ L,

ATING =7 4 V2 IC LV RHERAERL. BT 5 —v v 25 HE, )
RS ORIy PIITREMTICRERIDEA T, Vv v I RETIFERLY A4 F A Imm~2mmIZETE,

Y —JVNo. HAE AR 2R P20% k3 Y —JVNo. AR AR 2R PARZAES

Tool No. of Ml e Dength STk Tool No. of il e Dentih ST
YT23789 5 15 50 4 YT23796 13 39 85 12
YT23790 7 21 60 6 YT23797 14 42 90 12
YT23791 8 24 65 7 YT23798 16 48 100 15
YT23792 9 27 70 8 YT23799 17 51 110 16
YT23793 10 30 75 9 YT23800 18 54 120 16
YT23794 11 33 80 10 YT23801 20 60 120 18
YT23795 12 36 80 10

- 12 . TII o FEVAEE

3! B8 BN 2FYLZR T o s Lol

© O © ©) ©)



Revo Cut CM End Mills L 73“/ CMIY FE}L Eﬁi Tungsten Carbide

| RV4VR-3D-CR

CMIY R I FREREIFREY — R 48H 3DRA T ST R
CM End Mills 4-Flute Vibration Reduction 3D with Radius

‘ oo RLhf DENE o
\ BT 35°/37° 0~-0.03 4
HS o “ —

)12

-2

CMIV K

LR
H2
i o 2145y — F3T° RT
TEDEFRFY — P HiRZ A7, Y 205 LINTEBE %M L, <
ATINO=T 4 Y JICE W REFBZER L. W7+ —< > X & FIE,
FRIORTy MIITPEMNTICRELRIDZA T, a—F REA T,
Y —JVNo. HE 3A-FR AR 2R IR Y —JVNo. HE 3I—-FR AR 2R IR
Tool No. Dia. Corner Length Overall Shank Tool No. Dia. Corner Length Overall Shank
of Mill Radius of Cut Length Dia. of Mill Radius of Cut Length Dia. X
YT24137 2 0.2 6 50 4 YT24150 8 0.5 24 65 8 A
YT24138 3 0.2 9 50 6 YT24151 8 1 24 65 8 ;}\\
YT24139 3 0.5 9 50 6 YT24152 8 2 24 65 8 X
YT24140 4 0.2 12 50 6 YT24153 0 0.3 30 75 10 —
YT24141 4 0.5 12 50 6 YT24154 0 0.5 30 75 10 e
YT24142 4 1 12 50 6 YT24155 10 1 30 75 10 fb
YT24143 5 0.2 15 50 6 YT24156 10 2 30 75 10 HR
YT24144 5 0.5 15 50 6 YT24157 10 3 30 75 10
YT24145 5 1 15 50 6 YT24158 12 0.5 36 80 12 1\1\—
YT24146 6 0.3 18 50 6 YT24159 12 1 36 80 12 ,\E
YT24147 6 0.5 18 50 6 YT24160 12 2 36 80 12 I:';
YT24148 6 1 18 50 6 YT24161 12 3 36 80 12 ”\:'JK
YT24149 8 0.3 24 65 8 —
1
0
" JE A A5 . T2 . FEVEE e
K% aem BN AFULR ik i o g s = <
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ReVO Cut CM End Mi"s b-.r“jJ‘y l~ CMI‘/ FE)[« Eﬁﬁ TungstenCarbide

IEEZLEY: Standard Cutting Conditions
RV4VR-3D / RV4VR-3D-SS / RV4VR-3D-CR

B4 (Slotting)

2L

f— % T a2 IaH ZRFYLR00%  RFVLRA0FE  PHRFVLRE  TE=Th nad
Work Cast iron a g:sc‘ee = Alloy steels. Tool Steels Stainless steels 300  Stainless steels 400  Stainless steels (PH) T'?R;zv High t:“rgpgrature
2 Materal G S55C oM SR S GUETED Ti5AIBMo (S5
[\; N FCD 35400 SNCM SKS SUS316 SUS420 Ti7AldMo ARFEOL LE
H> HARDNESS ~HRC25 ~HRC30 HRC30~HRC40 ~HRC40 = = = = =
Q \<_ STRENGTH ~870N / mit ~1000N / mri 1000 ~1300N / mri ~1300N/ mri
'"<< EfRE XY EE EEHR O XVEE EER O XVEE BEER XVEE EEHR Ji')JEE [EIFRE JEU EE [EEH :2')72& [ElFRE *‘)ﬁli [EIFRE :E‘) TEEE

Dia. of Mill  Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(min1)  (mm/min) (minl) (mm/min) (mind) (mm/min) (min1)  (mm/min) (min1) (mm/min) (minl)  (mm/min) (mind)  (mm/min) (min1)  (mm/min) (min1) (mm/min)

2 14900 155 20,230 140 14,210 100 8,530 55 15300 105 21,420 145 13,830 95 10,780 70 4,130 25
2.5 11,920 160 16,220 165 11,370 115 6,860 45 12,240 130 17,130 115 11,070 110 8,624 60 3,300 35
3 9,940 205 13,480 230 9,500 160 5,680 55 10,200 175 14,280 195 9,220 160 7,180 100 2,750 50
3.5 8,530 220 11,590 250 8,110 180 4,850 70 8,780 185 12,210 200 7,950 180 6,190 115 2,340 50
4 7,450 255 10,110 280 7,120 195 4,260 85 7,650 210 10,710 220 6,920 190 5,390 130 2,060 50

iR

§ 45 6,610 270 8,980 285 6,350 200 3,770 90 6,780 245 9,630 235 6,140 215 4,770 145 1,850 60
l’l\\ 5 5,960 285 8,090 305 5,690 215 3,410 95 6,120 270 8,570 265 5,540 245 4,310 160 1,650 70
X 5.5 5,440 310 7,360 340 5,180 235 3,100 100 5,560 285 7,780 285 5,020 250 3,930 180 1,480 75
— 6 4960 340 6,740 370 4,740 260 2,840 105 5,100 310 7,140 315 4,610 280 3,590 195 1,370 85
b 7 4,220 385 5,800 390 4,090 285 2,460 130 4,360 340 6,090 375 3,960 310 3,100 210 1,150 100
3N 8 3,720 430 5,060 465 3,560 325 2,130 140 3,830 365 5,360 400 3,460 330 2,690 230 1,030 110
+|_,|R 9 3,340 465 4,490 465 3,190 325 1,890 145 3,410 385 4,770 450 3,080 345 2,390 280 890 120
10 3,270 535 4,470 580 3,120 405 1,870 175 3,060 505 4,290 495 2,760 455 2,160 315 830 130
_— 11 2,990 540 4,080 565 2,820 385 1,720 175 2,770 495 3,890 490 2,520 435 1,950 310 730 130
R’\\- 12 2,730 540 3,720 595 2,600 415 1,550 170 2,550 490 3,570 490 2,310 430 1,800 310 690 130
\-5 13 2,520 510 3,450 565 2,380 390 1,420 160 2,350 465 3,290 465 2,130 415 1,660 295 620 125
I'Rg_, 14 2,340 485 3,190 535 2,230 370 1,330 155 2,180 445 3,060 445 1,980 400 1,540 280 590 125
T 16 2,040 455 2,790 505 1,940 355 1,160 145 1,910 415 2,680 415 1,730 365 1,350 260 520 115
i 17 1,930 455 2,640 505 1,830 350 1,080 145 1,800 410 2,530 410 1,630 365 1,280 255 500 110
| 18 1,820 450 2,480 500 1,730 350 1,040 145 1,700 405 2,380 405 1,540 365 1,200 250 460 110
! 20 1,640 450 2,240 495 1,560 345 930 145 1,530 400 2,140 400 1,380 365 1,070 255 410 110
a 25 1,311 336 1,795 373 1,248 260 751 108 1,222 313 1,719 309 1,095 280 853 194 331 86
' ~— ae:1D — ~— ae:1D —+
R a5 L g_grDL
i~
THIS
AT
= BIELIEI (Side Milling)
w | Material FC S55C SCM SKD Susso4 Susale SUS630 TiSAI5V5Mo Az
& FCD & SNCM SKS SUS316 SUS420 Ly R o
=< HARDNESS ~HRC25 ~HRC30 HRC30~HRCA40 ~HRC40 = = = = =
STRENGTH ~ ~870N/mi ~1000N / i 1000 ~1300N / md ~1300N / mii
TE EliEg XY EE EiE XVEE EEH XYEE EEH XVEE EEHR )% YEE B JE YRR [EERE :3 YEE [l ﬁ YRR [EERE Ji Y) R
(2l GHIAI R?ﬁ;l?y (mlr::/ergln) R(%?rtll?; (ml;s/ercnjm) Ficr,rt\?ﬁl?)n (mFme/ergln) '%?;?lgl?; (mlr:r?/ergln) Fi?rt\?rt\lg)n (mlr:ne/egm) R(?nt?ﬁl?)n (mlr::/er?\m) R(%?rtll?)n (ml;s/ercnjm) Ficr,rt\?ﬁl?)n (mFme/ergln) 3?;?;‘%” (mlr:r?/ergln)
2 14900 280 20,230 250 14,210 180 8,530 100 15,300 190 21,420 260 13,830 170 10,780 125 4,130 45
2.5 11,920 290 16,220 300 11,370 205 6,860 80 12,240 235 17,130 205 11,070 200 8,624 110 3,300 65
3 9,940 365 13,480 415 9,500 290 5,680 100 10,200 310 14,280 355 9,220 285 7,180 175 2,750 85
-~ 3.5 8,530 400 11,590 455 8,110 325 4,850 130 8,780 330 12,210 355 7,950 325 6,190 205 2,340 85
;2 4 7,450 460 10,110 500 7,120 355 4,260 155 7,650 380 10,710 390 6,920 340 5,390 230 2,060 85
I 45 6,610 490 8,980 515 6,350 355 3,770 160 6,780 440 9,530 425 6,140 385 4,770 255 1,850 110
+ 5 5,960 515 8,090 550 5,690 385 3,410 170 6,120 490 8,570 475 5,540 440 4,310 290 1,650 120
5.5 5,440 555 7,360 615 5,180 425 3,100 175 5,560 515 7,780 515 5,020 455 3,930 325 1,480 135
LA 6 4960 610 6,740 660 4,740 465 2,840 190 5,100 560 7,140 565 4,610 505 3,590 355 1,370 150
K 7 4,220 690 5,800 700 4,090 515 2,460 230 4,360 615 6,090 675 3,960 555 3,100 380 1,150 175
gl 8 3,720 775 5,060 835 3,560 590 2,130 250 3,830 655 5,360 725 3,460 595 2,690 415 1,030 195
~ 9 3,340 835 4,490 835 3,190 580 1,890 265 3,410 690 4,770 810 3,080 625 2,390 500 890 220
10 3,270 965 4,4701,040 3,120 730 1,870 310 3,060 905 4,290 895 2,760 820 2,160 565 830 235
x 11 2,990 970 4,0801,015 2,820 690 1,720 310 2,770 895 3,890 885 2,520 785 1,950 560 730 230
{;\ I 12 2,730 970 3,7201,075 2,600 750 1,550 305 2,550 880 3,570 880 2,310 775 1,800 555 690 230
é,—?\ 13 2,520 920 3,4501,015 2,380 700 1,420 285 2,350 835 3,290 835 2,130 745 1,660 525 620 220
’ 14 2,340 870 3,190 960 2,230 670 1,330 280 2,180 805 3,060 805 1,980 715 1,540 500 590 220
16 2,040 820 2,790 910 1,940 635 1,160 265 1,910 745 2,680 745 1,730 655 1,350 465 520 205
P 17 1,930 820 2,640 905 1,830 625 1,080 265 1,800 735 2,530 735 1,630 655 1,280 460 500 195
Em;' 18 1,820 810 2,480 895 1,730 625 1,040 265 1,700 730 2,380 730 1,540 655 1,200 455 460 195
E)— 20 1,640 810 2,240 895 1,560 625 930 255 1,530 725 2,140 725 1,380 655 1,070 460 410 195
® 25 1,311 336 1,795 373 1,248 260 751 108 1,222 313 1,719 309 1,095 280 853 194 331 86
A N . .
Ny ap: ap: ap:
Ak URRE 25D w ®
| + Depth of Cut £
:\Il[ ‘ 8950 | —
—t ae: 0.1D ae: 0.05D
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Revo Cut CM End Mills l/ZI'UJ“J CMIY FE)L Eﬁi Tungsten Carbide

|RVAVR-AD

CMIY R I FREREIFREY — R 48K 4DR A7
CM End Mills 4-Flute Vibration Reduction 4D

S RLhf DENE o
T 36°/37° 0~-003 4
H e — “ _—

7o OO EIE LI TEEEAE L,
A’a’:{%lﬁ L.EWRT7 +—7 v REHE,

)12

—Z

CMIV K

ROLT
NAANUAIL

REHEREY — R HIRZ A
AITINO—F 1 v 71k ) BEHD
SERREZY -AIEII IS S d 54D 4%

7o
Y —JvNo. AE AR &R DALz Y —JtNo. AE AR 2R PARRLES
Tool No. of Wil et Dengin B Tool No. of Wil et Deniin B 3
YT23610 3 12 50 6 YT23615 5.5 22 65 6 S
YT23611 3.5 14 50 6 YT23616 6 24 65 6 ;,}
YT23612 4 16 55 6 YT23617 8 32 90 8 K
YT23613 4.5 18 55 6 YT23618 10 40 100 10 —
YT23614 5 20 60 6 YT23619 12 48 110 12 K
I
SIIN
- J § —. T2 - FE AR
bEs EES AN 2FYLR Sk LA ot  an @—
© O © ©) © -8
NG
—
JL
|
r
Q
a

| EAEYHIRH Standard Cutting Conditions 2
x X
RV4VR-4D 3
==
BIEtIE (Side Milling) =
KR P = Fs = = FE=IL fitfas wi
paterick FCD ] SNCM SKS SUS316 SUS420 T A SH
HARDNESS ~HRC25 ~HRC30 HRC30~HRC40 ~HRC40 - - - - =
STRENGTH ~870N / mr ~1000N / miit 1000 ~1300N / mii ~1300N / mt = = = = =
TE EiEg XYERE EEH XVEE EEE XVEE EEH XVERE EEH XVEE EEH ZVEE EEH XVEE BEEH XVEE BEEB OXYERE
Dia. of Mill Rotation ~ Feed  Rotation =~ Feed  Rotation ~Feed  Rotation ~Feed  Rotation ~Feed  Rotation ~Feed  Rotation ~Feed  Rotation ~Feed  Rotation ~ Feed
(min1)  (mm/min) (min1) (mm/min) (minl) (mm/min) (mind)  (mm/min)  (min1)  (mm/min) (min1) (mm/min) (min)  (mm/min)  (min1)  (mm/min) (min1) (mm/min)
3 8,470 150 11,490 170 8,090 120 4,840 40 8,690 130 12,170 145 7,860 120 6,120 75 2,340 35
35 7,270 165 9,880 190 6,920 135 4,130 55 7,490 135 10,400 150 6,770 135 5,270 85 2,000 35
4 6,350 190 8,620 205 6,070 145 3,630 65 6,520 155 9,130 160 5,900 140 4,590 95 1,760 35 2
45 5,630 200 7,660 215 5,420 150 3,210 65 5,780 180 8,120 175 5,240 160 4,070 105 1,580 45 ;
5 5,080 215 6,890 225 4,850 160 2,900 70 5,210 200 7,310 195 4,720 180 3,680 120 1,410 50 |
55 4,640 230 6,270 255 4,420 175 2,640 75 4,740 215 6,630 215 4,280 190 3,350 135 1,260 55 P
6 4,230 250 5,750 275 4,040 195 2,420 80 4,350 230 6,080 235 3,930 210 3,060 145 1,170 60
8 3,170 320 4,310 345 3,030 245 1,820 105 3,260 270 4,570 300 2,950 245 2,300 170 880 80 L
10 2,790 400 3,810 430 2,660 300 1,590 130 2,610 375 3,650 370 2,360 340 1,840 235 710 100 S
12 2,330 405 3,170 445 2,210 310 1,320 125 2,180 365 3,050 365 1,970 320 1,530 230 590 95 Q\\J_
~
ap: ap:
PRABE 3.5D 3D )
Depth of Cut Q\T](
ae: ae: :\:
0.1D 0.1D R,,\
K
g
o
ay
u:\
T+
N
o
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

[RVAVRSD

CMIY R I REREFRE) — R 48H 5D A1 7
CM End Mills 4-Flute Vibration Reduction 5D

B hihf IRLE %
amuF AITIN 36737 0~-003 | 7f
H e — “ —

TEREREFY — R BHIRZ A 7, GOV 25 LINITEBE %ML,
ATINO=T 4 Y JICEVREDZER L. 8WT7 £ =< > X & FKiE,
EHICRVWARETERY -A@mMNITISHISS 55D2 4 7,

)7

—Z

CMIVE

RUTT .
NAUAIL

Y —JvNo. AE AR 2R P20/ Y —JVNo. HE AR 2R PARYAES
= oo Pm lewn  owm s Tove P, lewn  owm
2 YT23620 3 15 55 6 YT23625 5.5 27.5 75 6
@ YT23621 3.5 17.5 60 6 YT23626 6 30 75 6
X YT23622 4 20 60 6 YT23627 8 40 90 8

— YT23623 4.5 22.5 65 6 YT23628 10 50 100 10
N YT23624 5 25 65 6 YT23629 12 60 110 12
N
I
=L ==
NS KRB = BANH AFVLR ik ;ﬁgé iR E;/;s
AN
5 © ® © © ©
b
I
4L
|
:
(&}
a
R IEEIEY Standard Cutting Conditions
I RV4VR-5D
H<
= BIELIE (Side Milling)
R P =< = = FR=L [k
';r|< %Jf c?ssi:ﬁm Carbs"%%‘ee's A@?;?zs Toli’%?els gt(azlgis;%%&osﬁ) gm?%ii%%ﬁ%ﬁ Sﬁ:nf;:s-gel;é(ﬁi) ?@RIZV Hightglrlgzgmmre
g = Materal FCD g SNCM SKs SUS316 SUS420 Susss0 SN L L PN
2 HARDNESS ~HRC25 ~HRC30 HRC30~HRC40 ~HRC40 - - - - -
STRENGTH ~870N / mit ~1000N / m 1000 ~1300N / m ~1300N / m — — - — —
E ElERs XYRE EER XVEE EEH XYRE DEHR RYEE EEH XYEE EEGH XVEE BER OXVEE BEER OXYRE DER RYEE
Dia.ofMil RO (et ) (mmimin) ). (mmmin) G, (mimyenin) G, (i) G, (miyenin) oD, (o) Gomn D (o) omn D (i)

3 6210 95 8,430 110 5930 75 3,550 25 6,370 85 8,930 95 5,760 75 4,490 45 1,720 25

3.5 5330 105 7,240 120 5,070 85 3,030 35 5490 90 7,630 95 4,970 85 3,870 55 1,460 25

4 4660 120 6,320 135 4,450 95 2,660 40 4,780 100 6,690 105 4,320 90 3,370 60 1,290 25
~ 45 4,130 130 5,620 135 3,970 95 2,350 45 4,240 115 5,960 115 3,840 105 2,980 70 1,160 30
;'2 5 3,720 135 5,050 145 3,560 105 2,130 45 3,820 130 5,360 125 3,460 115 2,700 75 1,030 30
| 5.5 3,400 150 4,600 165 3,240 115 1,940 45 3,480 135 4,860 135 3,140 120 2,460 85 920 35
P 6 3,100 160 4,210 175 2,960 125 1,780 50 3,190 150 4,460 150 2,880 135 2,240 95 860 40

8 2,330 205 3,160 225 2,220 155 1,330 65 2,390 175 3,350 195 2,160 160 1,680 110 640 50
LA 10 2,060 255 2,790 275 1,950 195 1,170 85 1,910 240 2,680 240 1,730 220 1,350 150 520 65
[N 12 1,710 260 2,330 285 1,620 200 970 80 1,600 235 2,230 235 1,440 205 1,120 150 430 60

27,

®* T
X ap: ap:
YPARE 45D 4D
B Depth of Cut -

ae: ae:
0.05D 0.05D

hyR
PR 4

FE
A4V ITE

V=)
dA—F—45-
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Revo Cut CM End Mills 1/7]-:73 v CMIY FE}L EEE Tungsten Carbide

| RVSPCM-SUS

CMIVRINAFEI)—RRATYLZABRAE—RZ T 2T
CM End Mills Speed Roughing with Corner Radius for Stainless Steel

n

—Z

CMIYE

OO hthf bLhf gpaaz Dam o
awur WNO o2, T 0% 5| 7
oo NN NN EER (z<s) |67 B3
RS
?%U—F\%?Eﬁ/fjo o —
OO =28 LINTEEEZR E, 27> L XBICEFT SN IERK, T w v ORNE
AINOVAZ — 7 1 > 7 DEREERMEIC L V) &k Y 2 ATEE, h5 E
Y—J)No. HE I—-FR FAR &R R Y—JNo. HE 3I-FR FAR &R R
Tool No. Dia. Corner Length Overall Shank Tool No. Dia. Corner Length Overall Shank
. of Mill Radius of Cut Length Dia. . of Mill Radius of Cut Length Dia.
YT24557 3 0.2 7.5 50 6 YT24561 7 0.2 17.5 63 8
YT24558 4 0.2 10 50 6 YT24562 8 0.2 20 63 8
YT24559 5 0.2 12.5 57 6 YT24563 10 0.3 25 72 10
YT24560 6 0.2 15 57 6 YT24564 12 0.3 30 83 12 g
0
SIIN
. J ’ _. T2 . FavaEE
LS| Er ] RANS AFYLR ik A, g L N
NS
© O © © © v
NG
—
L
|
r
(@}
a

4K
CMIYVRILFEY—RRFYLRAARE—RS 7420 QYT 2y oS ap:
CM End Mills Speed Roughing Long Under Neck with Corner Radius for Stainless Steel 5"
BT hihf hLhA meas e
amnr ANOWA o2, it 0208 [ 70
2o NN N\ == &
K%U—F\Bﬁéﬁﬁ%fo e
OO Y #6 LINTEREZR L, A7 >~ L ZAICEF S IR, Sy HERNE
AINOVAT —F 4 > ' DIRERIEIC & W BEE% Y ;&#Eo A>T %y 7 RORATREY HYAJEE, h5
v—iNo. MIE 1—FR IR ETR &E 2R W/ v—nNo. ME I—FR IR ETR &E 2R W/ 3
Tool No Dia. Corner Length Neck Neck  Overall ~ Shank Tool No Dia. Corner Length Neck Neck  Overall ~ Shank x
. of Mill Radius of Cut Length Dia. Length Dia. . of Mill Radius of Cut  Length Dia. Length Dia. |
YT24565 5 0.2 5 15 4.5 | 57 6 YT24568 8 0.2 8 24 7.3 63 8 =
YT24566 . 6 0.2 6 18 | 55 | 57 6 YT24569 | 10 0.3 10 30 9.1 ] 72 10
YT24567 7 0.2 7 21 6.5 | 63 8 YT24570 12 0.3 12 36 11 83 12 Iv_\
52
. J ’ _. T2 o FavaEe a
K% Er= ] FEANE 2AFULR ik N feifs s ]
©) O ©) ©) © r
R
mf
By
B
o
25
1+
N
&
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Revo Cut CM End Mills L&FAy bk CMIVEFZI #BHRE Tungsten Carbide

IEEZLEY: Standard Cutting Conditions

)12

i
L1 RVSPCM-SUS / RVSPCM-SUS-LN
HAN\Z
3 SEYIH (Slotting) BIETEIY (Side Milling)
HEHIAE 27V LR HEHI 2TV LA
Work Material Stainless steels Work Material Stainless steels
hg mﬂﬁm ;gﬁ ?&;f miﬁm ?g% f&;ﬁ
Y min-L mm/min minL mm/min
XY 3 5,000 380 3 6,600 625
— 4 4,800 350 4 6,350 580
5 4,700 350 5 6,210 580
U 6 4,410 335 6 5,820 550
8 7 3,780 335 7 5,000 550
8 3,310 335 8 4,370 550
10 2,680 330 10 3,540 545
12 2,205 330 12 2,910 545
o 201D (D<10)
YRAHE e E1D0:<183 N YRARE 01D (0<D) P
Depth of Cut ap | Depth of Cut
I\ LI
Tl\; ae
iy
_—
R
AT
i
N
1N
—
5
|
m
(S}
a

CMIYRIJL
(NTR)

XTREME
S)—X

YR
21)==2

FE
A4V ITE

Y=y
a=rrly
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Revo Cut CM End Mills l/ZﬁjJ v CMIY FE)L Eﬁi Tungsten Carbide

| RV4BCM-SUS

CMIYRI) ZTFYLRAAMHA R—IL
CM Ball End Mills for Stainless Steel

n

—Z

CMIV K

e RLnf DELE | o
A PTTE 30" 0~-003 | %
AN\

it LR
HS — E‘?
2TV L ZRICEREFINEZARRDOR—LT > F I, — KE
40HRCLUF o #h W FH o> hn L1 Bl TV IBAE —
AINOVAZ =T 4 Y JICE W RFDZER L. W7+ —< v A& FIE, h5 -
B
7 —JVNo. R AR AR 2R AR Y —JLNo. R HE AR 2R R
oo res P ER Qml S CITBCT T
YT24549 2 4 50 6 YT24553 6 12 90 6
YT24550 ib 3 6 50 6 YT24554 4 8 14 100 8
YT24551 2 4 8 50 6 YT24555 5 10 20 100 10
YT24552 2.5 5 10 50 6 YT24556 6 12 25 110 12
AKX
=N
Lo
. TS s AL SN
P as® BANE 2FULR shax e 19 ; ;;,;: -
a
© O © © © AR
N
NS
I
i
I
1
(&)
a

IETES Standard Cutting Conditions

RV4BCM-SUS =
x X
AYX
I B Aloy steels 27 L2 AFYLRH HS
Work Material $8% Castiron Stainless steels Stainless steels 5
HARDNESS ~HRC20
R [El¥EE Y HE [ElFRE *Y HE EEE ®YRE "
FEdie Rotation Feed Rotation Feed Rotation Feed = NS
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) ol
1 20,200 240 10,000 90 14,000 125 .‘fi
1.5 13,500 275 6,690 105 9,350 145 1
2 10,100 370 5,050 135 7,000 185
2.5 8,090 410 4,050 165 5,600 230
3 6,750 480 3,350 190 4,700 265
4 5,050 620 2,500 250 3,500 340
5 4,050 780 2,050 320 2,800 430
6 3,370 750 1,680 310 2,350 435 A
;2
- ap:1D 1'5
e Ot i .
Y
ae:0.5D [N
2=
~
&
2L
R
K
=
x
o
)
T+
N
o
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=2
=
.

ROTT
NANDUAIL

R ¥R

)L

L
DT R

HR—
T

T4 I
AE=K57405

I5

DLCO—k

CMIYRIJL
(N1R)

XTREME
=X

=Xy bk

A
1NN
NG

A

PER
21)—X

R
A4V ITE

Y=y
a=FFY

Revo Cut CM End Mills

41

MMI—2 :SUS304 NI : A —2 <% MC50%
KiaIEAR  EIFHL43mm

[T SH]
S$=1,600 V=59m/min F=

LAhy b CMIVRIIL

Eﬁﬁ Tungsten Carbide

' RV4ABCM-SUS
CMIYEZ)L
ZTYLZA ARA K-

MMIT—2:SUS304  ANT e :

KBMERR  ZEEHL43mm
(NI 5f4]

F—2U <% MC50&

$=1,600 V=59m/min F=310 il
——

emm

Ap (BHZ5TEIEID 3

%)
Ae (EHREEIDAA) 6mm
LEEeNEALDARRA 2128
FEEGIT

- Ap (BABRYIDIAA) 1mm
Re (ZZFAYIDAH) 3mm




Revo Cut CM End Mills l/ZRjJ v CMIY FE}L Eﬁi Tungsten Carbide

RVBCM

CMIYRI)L2KHA R—IL
CM Ball End Mills 2-Flute

23l

hLhs @z o
man AITIN 30 0~-002 [ %
H e — “ —

o
NEZ A 7, B4 AP IER VAL IS, A
ATING—F A »ZICE Y REMEER L BUL/ST 4 —v Y XEFIE, .
Ry FRARIC & Y| BEMN IO AR OBEE U ICRiE, N
&
Y —JVNo. R HE AR &R B Y —JtNo. R AE AR &R wIE
ToolNo.  Radus o GUER Dmn B ToolNo.  Radus o SER Demn B =
YT20809 | 0.5 1 2 50 4 YT20817 | 5 10 18 100 10 R
YT20810 | 0.75 | 15 3 50 4 YT20818 | 6 12 25 110 12 R
YT20811 | 1 2 4 50 4 YT20879 | 7 14 26 110 12 K
YT20812 | 1.5 3 6 50 4 YT20880 | 8 16 30 140 16
YT20813 | 2 4 8 50 4 YT20881 | 9 18 34 140 16
YT20814 | 2.5 5 10 50 6 YT20882 | 10 20 38 160 20
YT20815 | 3 6 12 90 6 YT20883 | 125 25 50 180 25
YT20816 | 4 8 14| 100 8
A
" FL3 Fayhe N
K% aeH FEANE AFYLR e e e RN |r\3',;_
© O © O E
rn
(&}
=

a

v

ks
x X
AYX
HS
IEEEEE Standard Cutting Conditions °
RV2BCM =
&=
SH
wEIH JEAESM Non alloy steels oy stecls -
M‘{avtzl;li(al ggﬁaﬂ:’i:{eels ;‘]gg ::aty R;sistlant Steels Harda:nﬁd%teels
HARDNESS ~HRC30 HRC30~HRC40 HRC45 ~HRC65
STRENGTH ~1000N / mi 1000 ~1250N / mr 1500N / mil ~
R EfEH RYEE W EER O XVEE  EER XVEE
Fealie Rotation Feed Rotation Feed Rotation |
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
0.5 14,180 225 11,450 180 5,220 =
0.75 14,185 315 10,925 245 4,790 110 7R
1 12,960 675 9,630 440 4,210 135 1_[\
1.5 11,790 610 9,000 415 4,070 135
2 9,450 665 7,560 480 3,780 160 |
2.5 8,225 740 6,570 520 3,310 160 N
3 7,640 920 6,210 745 2,860 170 b=
4 6,445 1,160 5,195 830 2,225 200 ®*
5 5,730 1,380 4,580 920 1,835 205 X
6 5,265 1,575 4,175 1,000 1,575 220
7 4,810 1,585 3,850 1,000 1,346 220 X
8 4,295 1550 3,400 955 1,215 220 ENIA
9 3,980 1,520 3,180 955 1,112 225 S5
10 3,725 1,495 2,935 935 999711225
12.5 3,210 1,415 2,565 925 900 235 =
ap: R0.5~R3 = 0.2mm %H
RA~R12.5 - 0.3mm &
ae: 0.2D t’a‘;\
AHE a4
Depth of Cut ap N
RN
AR
ae _I +I\
N
o
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

L

RVCNGR

CMIYRII2ASIT R
CM End Mills 2-Flute Radius

CMIVE

BLhf DELE | o
amind AITIN 30 0~-002 [ %5
H e — “ —

o

P TS A 7 B BIREIAT IR VAT (S5,
— AITINO =7 A > JIC K Y REBERR L @WWI7 5 —v ¥ X% FB, EMTICRE.

” HEN TP ESRMTOMEL, AL KT v TE2RE,

&

v—uNo. FE 2I-FR AR 2R A v—uiNo. IE 3I-FR IR 2R AE

— Dia. Corner Length Overall Shank Dia. Corner Length Overall Shank

X Tool No. of Mill Radius of Cut Length Dia. Tool No. of Mill Radius of Cut Length Dia.

D YT22087 0.2 2 60 4 YT22098 3 0.2 6 60 6

,’,\\ YT22088 0.3 2 60 4 YT22099 3 0.3 6 60 6

X YT22089 15 0.2 3 60 4 YT22100 3 0.5 6 60 6

YT22090 1.5 0.3 3 60 4 YT22101 4 0.2 8 65 6

YT22091 1.5 0.5 3 60 4 YT22102 4 0.3 8 65 6

YT22092 2 0.2 4 60 4 YT22103 4 0.5 8 65 6

YT22093 2 0.3 4 60 4 YT22104 4 1 8 65 6

YT22094 2 0.5 4 60 4 YT22105 5 0.2 10 70 6
NS YT22095 2.5 0.2 5 60 4 YT22106 5 0.3 10 70 6
NN YT22096 2.5 0.3 5 60 4 YT22107 5 0.5 10 70 6
I:'IL YT22097 2.5 0.5 5 60 4 YT22108 5 1 10 70 6
1N

E—
J5
gty : J 5 —. TII = FRYEE
é LS a%E BN AFYLR S e i e
'D © O O © O
-
THIS
Y
HS
. IEEZLEY: Standard Cutting Conditions
RV2CMCR
x
o
= EYIH (Slotting) BIELIEI (Side Milling)
WEIH JEA LM Non alloy steels oy steels —. I féﬁﬁ Non alloy steels N —— —.
M‘{avt:?i(al g§§a§%:{eels ;]gg :!az R;sis'lzmt Steels S;:a?rjle/s:s;t(egs Mva}’tz':i(al ggfagl?;nsteels mgg :ga{ Retsis:ant Steels Séz?;l:sls/s;t{eﬁs
HARDNESS ~HRC30 HRC30~HRC45 - HARDNESS ~HRC30 HRC30~HRC45 -
STRENGTH ~1000N / mt 1000 ~ 1500N / mt - STRENGTH ~1000N / mi 1000 ~1500N / -

E Bk &Y ERE [EEH %) EE E&EH R EE E ElEEH R EE ElE=H &Y RE EEEH XY EE
™~ Dot FORIEN (i) Knd. (mmin) o, (miin) Dia.ofMil | FORIEN i D (i Gmn (mmmin
X 1 15,400 120 11,550 60 7,850 155 1 22,000 170 16,500 85 11,210 220
1[\ 1.5 9,240 115 6,050 515 5,240 105 1.5 13,200 165 8,640 80 7,490 150

2 7,130 145 4660 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
Y 3 5,600 165 3,430 110 2,850 95 3 7,860 235 4,900 155 4,070 135
IS 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 5,660 345 3,310 215 2,790 170
I~< N

o — D —o ?B
] RAHE :02D (D=3) i
Q\\?I< Dgﬁi?cw o 0.5D (3<D) apL D‘Zf,’ﬁf;gn
&3 -y
I
g
Ry
o
5
H
N
L
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Revo Cut CM End Mills l/ZRjJ v CMIY FE}L Eﬁi Tungsten Carbide

RVACMGR

CMIYRIILAMA ST R
CM End Mills 4-Flute Radius

23l

hihfs IRLE PO

s AITIN 30° 0~-002 4 =
n o N\ S hs
ol
3
FUB & A 7y B4 7 AP PRI L ALT 1S, "<
ATINI—F 1 Y ZIC& Y RESEER L @7 4 — < > 2% HIE AIETIE <&, -
HMEMTCEGHRMT O, A= KT v T2 HR, -
&
*Y —JVNo. AE a—-FR HE 2R P2k 7 —IJvNo. HE Ja—7F7R FAER 2R TeV)E
Dia. Corner Length Overall Shank Dia. Corner Length Overall Shank _
Ve e of Mill Radius of Cut Length Dia. e e of Mill Radius of Cut Length Dia.
YT22306 6 0.2 12 80 6 YT22116 10 0.5 20 100 10 {
YT22109 6 0.3 12 80 6 YT22117 10 1 20 100 10 K
YT22110 6 0.5 12 80 6 YT22118 10 15 20 100 10 X
YT22111 6 1 12 80 6 YT22119 10 2 20 100 10
YT22112 8 0.2 16 90 8 YT22120 12 0.5 24 110 12
YT22113 8 0.5 16 90 8 YT22121 12 1 24 110 12
YT22114 8 1 16 90 8 YT22122 12 15 24 110 12
YT22115 8 1.5 16 90 8 YT22123 12 2 24 110 12
NS
. S A
I TIL I FrY
5% aem eI 2FULR e i fi8E 95 N
X HRC50~ SAA a NESEA [
© O O © O z
1
(&}
a
i
2 X
AYX
HS
=
O
IR Standard Cutting Conditions m
=
]
RV4CMCR )
[SD
B (Slotting) fIEYIH (Side Milling)
HEIH JEA LM Non alloy steels o . —. W fﬁﬁﬁ Non alloy steels PN oy steels —
Jot,  EEENemes o danisems Jok,  EEMAa e g o o s
HARDNESS ~HRC30 HRC30~HRC45 = HARDNESS ~HRC30 HRC30~HRC45 =
STRENGTH ~1000N / mit 1000 ~1500N / mri = STRENGTH ~1000N / mr 1000 ~1500N / mri =
& EfEd XVEE  EES RVEE  EER RVEE & EEH  EYEE  EER RVEE  EER RYRE L
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed )
(min-1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) 5%
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 P
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 S .
[N
~— ae:1D —| ap: Q\\'—L
YRR E ap: L YIRAHRE 1D ~
Depth of Cut 0.3D Depth of Cut
ae:
0.05D P
)
R
m
=
B
N
-
1+
N
&
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L

CMIVE

RUTT .
NAUAIL

R ¥R

L
|
n
(¢]
-
a

CMIYRIJL
(NTR)

XTREME
DUV

=Xy bk

A
K
NG

pEs

PER
21)—X

FE
A4V ITE

V=g
dA—F—45-

Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

45

LRVRCM

CMIYVRII) 57420 a—F O—REVF
CM End Mills Roughing Short, Coarse Pitch

moom C
awE AITIN _ 20°
AN\ N

N

EEUENCELEZNBRZ 740247, %L L O, HL REEIF IS,
AITINO=F 4 Y ZICE WV REBEER L. ®WIT7 3 —T VA% HIE,
SHEXRTENIICEE,

Y —JLNo. HE AR 2R g AR ¥ —JVNo. HE AR 2R g AN
Tool No. Dia. Length Overall Shank Number Tool No. Dia. Length Overall Shank Number
of Mill of Cut Length Dia. of Flutes of Mill of Cut Length Dia. of Flutes
YT20935 4 12 50 4 3 YT20940 12 26 85 12 4
YT20936 5 16 60 6 3 YT20941 14 26 85 12 4
YT20937 6 16 60 6 3 YT20942 16 32 95 16 4
YT20938 8 16 65 8 3 YT20943 20 38 105 20 4
YT20939 10 22 70 10 4 YT20944 25 45 120 25 5
B ‘ sy _. T2 o FEEER
LS e RN AFYLR S i 6 i S
© O O ©

|RVRCVI-SS

CMIYVRIII 5T420 RV LS v>Y I-REYF
CM End Mills Roughing with Slim Shank, Coarse Pitch

m [T
- s s

BLnf
anny AITIN _ 20°
A\

v

BYHEICELISRAZ 74 > 724 7 % 13 Lo, B mHEI IS,
AITINO=F ( Y JICE Y REBEZER L mL/¥7 =V REHIE,
SEEERMIICRE, v v 7R ZIRLY A4 F X Imm~2mmIZE&E,

Y —JvNo. HE AR 2R HwIE AW Y —JvNo. HE AR 2R I AW
Tool No. Dia. Length Overall Shank Number Tool No. Dia. Length Overall Shank Number
of Mill of Cut Length Dia. of Flutes of Mill of Cut Length Dia. of Flutes
YT23802 7 16 65 6 3 YT23806 17 33 95 16 4
YT23803 9 22 70 8 4 YT23807 18 35 100 16 4
YT23804 11 26 85 10 4 YT23808 22 45 115 20 4
YT23805 13 26 85 12 4
N , B A4 _. T B Fav AR
P S EE= HEATE AFVLR S o g an
©) O O ©)



Revo Cut CM End Mills l/iﬁjJ v CMIY FE}L Eﬁﬁ Tungsten Carbide

LRVRCM-L

CMIYRI 5T OVY A—ZAEYF
CM End Mills Roughing Long, Coarse Pitch

23

C
ammr AITIN _30° —
H E ———— AN\N his
ol
=
EYHIEL AR T 71> 7 847, BE L, ik BIREI SIS, "2
ATINI—F 4 7Sk U REDERB L. BT+ —T Y AERIE, —
BREETRMIICHE, A 7247, -
&
Y —JNo. HAFE AR 2R g AR ¥ —JLNo. HE AR 2R B AW
Dia. Length Overall Shank Number Dia. Length Overall Shank Number —
Tool No. of Mill of Cut Length Dia. of Flutes Tool No. of Mill of Cut Length Dia. of Flutes X
YT21988 4 16 60 4 3 YT21993 12 40 125 12 4 D
YT21989 5 20 80 6 3 YT21994 14 40 125 12 4 I’D\
YT21990 6 20 100 6 3 YT21995 16 48 125 16 4 X
YT21991 8 25 100 8 3 YT21996 20 56 150 20 4 —
YT21992 10 32 100 10 4 YT21997 25 75 150 25 5 K
0
SIIN
o A 195 _. T2 o FarEE
LS aeH RN AFULR e O i edo~
© O O ©

DLCO—F+

a

CMIYRI)L
(N1 R)

XTREME
IN=ZL

CMIYRII)I S70>0 OVT RVLIY>Y I—ZAEYF

CM End Mills Roughing Long with Slim Shank, Coarse Pitch

NSRS LhE
anmy AITIN _30°
k \A

L
EYHIELRRT 71> 7 84 7, WBE L, ik BIREIN SIS, %
ATINI—F 4 ISk Y REDERB L. BLW7 4 —T Y 2ERE, o
BERERMIICEE, AY 7847, vv 0B eARLY <4 F X 1Imm~2mmIZERTE,

v—iNo. FAR AR &R HIE A Y—iNo. HAFE AR &R HIE  AK =
Tool No. of Wil ofGut  Cengin D offes Tool No. ofMil  oiCui  Lengn D offies e
YT23809 7 25 100 6 3 YT23813 | 17 51 140 | 16 4 K
YT23810 9 32 100 8 4 YT23814 | 18 54 140 | 16 4
YT23811 | 11 40 125 | 10 4 YT23815 | 22 65 150 | 20 4 oK
YT23812 | 13 40 125 | 12 4 e
N
o 1 A N33 _. TII g FRUAE )
pES &R RN AFULR ik o A eids %"'é
© O O © -y
of
)
1+
N
h
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

IEEZLEY: Standard Cutting Conditions

)7

Ay RVRCM / RVRCM-SS / RVRCM-L / RVRCM-L-SS
g" JBYIHI (Slotting) BIEEIH (Side Milling)

W FEA S8 Non alloy steels A28 Aloy steels HHEAA JEAEHM Non alloy steels A58 Aloy steels

& Alloy steels : A Alloy steels :
M‘{avt%?i(al ;g%ast ir}tl;n TitEh8l Heat Resistant Steels MVaYQ:rrli(al %g%ast ir)t;n it 88l Heat Resistant Steels

[s; .{_AQ\ HARDNESS ~HRC30 B HRCE)ONHRC382 HRCSBNHRCAE)2 HARDNESS ~HRC30 5 HRC30~HRC$82 HRC38~ HRC452
=) STRENGTH ~1000N / mr 1(100~1250N/mm 1200 ~1400N / mi STRENGTH ~1000N / mri 1000 ~1250N / mi 12_00~1400N/mm
ol TE Elfmgy  XYEE W EEE XYERE  EEK X)RE E ElERgg  XURE EEZ XUVEE  EER RYEE
XX Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
< (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
— 4 6,570 395 5180 215 3,510 120 4 9,390 565 7,400 310 5,010 170
% 5,260 345 4,140 195 2,810 105 5 7,510 495 5,920 275 4,010 150
ﬁ 6 4,380 330 3,450 180 2,340 100 6 6,260 470 4,930 260 3,340 140
7 3,750 310 2,970 170 2,000 95 7 5,300 450 4,200 240 2,850 130
8 3,260 295 2,560 160 1,760 90 8 4,660 420 3,660 230 2,510 125
9 2900 360 2,300 200 1,580 115 9 4,150 510 3,250 340 2,240 150
10 2,580 415 2,140 240 1,430 130 10 3,690 590 3,060 345 2,040 185
11 2,300 400 1,870 220 1,260 120 11 3,400 580 2,600 310 1,850 180
12 2,250 405 1,670 210 1,170 120 12 3,210 580 2,390 300 1,670 170
13 2,060 400 1,580 210 1,100 120 13 2,050 580 2,200 300 1,550 165
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
17 1,690 420 1,220 225 830 120 17 2,260 610 1,780 325 1,180 175
18 1,500 420 1,120 225 780 120 18 2,140 630 1,680 325 1,120 175
20 1,350 435 1,000 225 670 120 20 1,930 620 1,430 320 950 170
22 1,230 425 910 220 620 120 22 1,750 700 1,300 350 890 190
25 1,200 545 900 285 610 155 25 1,720 775 1,290 405 870 220
ae:1D ae:1D
n oman 11 11 pren %
Ill Depth of:ut ?gp ?\}I7a15x215mm) S%D Depth of:ut | .
3 B B ‘ 6%

CMIYRIJL
(NTR)

XTREME
DUES

=Xy bk

A
K
NG

PER
21)—X

FE
A4V ITE

V=g
dA—F—45-
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Revo Cut CM End Mills l/iﬁjJ v CMIY FE}L Eﬁﬁ Tungsten Carbide

|RVRCM-LN

CMIYRI 57427 OVTxyIFE I—REYF
CM End Mills Roughing Long Under Neck, Coarse Pitch

23

C.
army AITIN 307 =
- E ———— “ h"—s
oaf
-
EYHIEL AR T 71> 7 847, BE L, ik BIREI SIS, "2
ATINA—7 4 ¥ ZICE Y REDEEBR L, BULVT7 + — 7 > 2% HIE, -
SEERTMTICHEE, A7 %y FAROEMIC & Y IRE Y HATEE, o
&
Y—INo. HE HAR BT =£R »IE AR Y—iNo. HE HAR BT =£R »IE AR
Tool No. Dia. Length Neck Overall Shank Number Tool No Dia. Length Neck Overall Shank Number —
y of Mill of Cut Length Length Dia. of Flutes . of Mill of Cut Length Length Dia. of Flutes
YT21998 4 16 20 60 4 3 YT22003 12 40 60 | 125 12 4
YT21999 5 20 25 80 6 3 YT22004 16 48 80 | 125 16 4 i\
YT22000 6 20 30 100 6 4 YT22005 20 56 100 | 150 20 4
YT22001 8 25 40 100 8 4 YT22006 25 75 100 | 150 25 5 —
YT22002 10 32 50 100 10 4 K
A
SIIN
o BN -, VTS . Fava®
e &2 RN RFULR S O A edo~
©) O O ©)
oL
|
r
(@]
a
o
AS
3 ; o e AN
IEZE: Standard Cutting Conditions HS
RVRCM-LN )
SN
BN (Slotting) {AIE I (Side Milling) :E'E"—_[\
N
WEIH JEA £ Non alloy steels A - EIE FEEA £ Non alloy steels & — =
M‘{avt‘;?i(al §§§a/:|?rﬁ:teels ﬁgg :!a;! R(:sisilant Steels Mvaytgrrli(al gg%ﬁglfz:teels ﬁgg :!a{ Retsis'lant Steels
HARDNESS ~HRC30 HRC30~HRC38 HRC38~HRC45 HARDNESS ~HRC30 HRC30~HRC38 HRC38~HRC45
STRENGTH ~1000N / mit 1000 ~1250N / mif 1200 ~1400N / mr STRENGTH ~1000N / mit 1000 ~1250N / mr 1200 ~1400N / mif
E EiE RYEE  EER O XVEE EER X)EE E EfE  XVEE W EEKR O XYVEE EER XYEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotation Feed Rotation Feed Rotation Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4 6,670 395 5180 215 3,610 120 4 9,390 565 7,400 310 5,010 170 A
5 5,260 345 4,140 195 2,810 105 5 7,510 495 5920 275 4,010 150 By
6 4,380 440 3,450 240 2,340 135 6 6,260 625 4,930 345 3340 185 ’f
8 3,260 395 2,560 215 1,760 120 8 4,660 560 3,660 305 2,510 170 £
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 L
16 1,690 405 1,350 225 920 120 16 2,410 580 1,930 325 1,310 175 S
20 1,350 435 1,000 225 670 120 20 1,930 620 1,430 320 950 170 ;\1
25 1,200 545 900 285 610 155 25 1,720 775 1,290 405 870 220 ~
ae:1D | ae:1D ap: N
DARE api07sD | ap: | DanE 15D o)
Depth of Cut (ap Max:lSmm)L O.SDL Depth of Cut . 45::\
030 N
K
g
B
of
)
T+
N
o
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Revo Cut CM End Mills L&Ay bk CMIVEFIIL ABRE  Tungsten Carbide

|RVSPCM-S

CMIYFI) RE—RZTq>J 33—k I-REVF
CM End Mills Speed Roughing Short, Coarse Pitch

L

CMIVE

; hilhf FIELE
.2 % moms AICPN 43~46° 0~-005
h*_i o o N\\X =
ol
N
< EOHICE L 730 EREIT 5 7 A Y ST R, AICINT—7 1 » F ISk Y BEEGEER,
— TEY - R (FILFAY v R)EE Jr’CTEzEfJ%ETID%U L. Eml_ﬁ_é Y HIA]BE, EE#LL\/ ER N
” o MBEO 7L — FERICK VRIENI/Z G ¢4 SEMIICH 5.
5
Y—)No. HAZE T—FR AR =R NI I
ToolNo. Py fomer Ll Querl  Spenk mber
YT22007 6 0.5 9 57 6 4
YT22008 8 0.5 12 63 8 4
YT22009 | 10 0.5 15 72 10 4
YT22010 | 12 0.5 18 83 12 4
YT22011 16 1 24 92 16 5
YT22012 | 20 1 30 104 20 5
w i J ] . T2 . FRVAEE
R%B ae8 mANS RFYLR ik TN s I~
© O ©
4L
|
L
(&}
a
-
EL X
NY
H>
=
(9]
- (I P —
21
=N CMIYRI)L RE—RST4>F Ya—k RULY YYD J—REYF
CM End Mills Speed Roughing Short with Slim Shank, Coarse Pitch
- " W hgna HELE
115505 14 S KT ﬂﬁﬂ?— A|CI’N 43 ~46 0~-0.05
4L
X EOMICE L B BT 5 7 (Y STV b, ACNT—F 4 v 7o & Y EEREER,
i\ TEY =R (ZLFAY Yy 77()%%% TIRENZ I L. B Y A e de, IRA %DL\/ a—bh&A7,
Fo o MBO 7 L— MERICKYAEMIE TR OCEMIICH MG, v 7RE2IRLY 4 F X 1mm~2mmIZEETE,
|
= Y—JNo. HAE 2-FR AR £ NI IH
:\.3 Dia. Corner Length Overall Shank Number
ot Vol Ve, of Mill Radius of Cut Length Dia. of Flutes
X YT23816 7 0.5 10 60 6 4
YT23817 9 0.5 13 68 8 4
& YT23818 | 11 0.5 16 77 10 4
ENIA YT23819 | 13 0.5 19 85 12 4
5 YT23820 | 17 1 25 95 16 5
BEHF_I'( FILS FRVESE
i~ png [ E — < = [=)S
%.t e B BN AFULR 2 A iR g I
° © O ©
o
T+
N
in
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Revo Cut CM End Mills l/iﬁjJ v CMIY FE}L Eﬁﬁ Tungsten Carbide

|RVSPCM-L

CMIYRI) RE—FZT74>J OV I—REYF
CM End Mills Speed Roughing Long, Coarse Pitch

23

hlhfs IRLE

s AICrN 43~46° 0~-005 —
= . N\X == hs
ol
=
EYHNCEL 785K m Z 7 4 Y T T R b, AICINI =7 4 » JIC kY REMERR, Nz
TEY—F (RLFAY v 7 2) R CREZ IS L, BEExY palke, IRARVNOY 741 7, -
E BB 7L — MRRIC K Y AIEMN T T4 SEINTIC D3, -
&
Y—INo. AR 3J-FR AR £ IR IAH
Dia. Corner Length Overall Shank Number —
Tool No. of Mill Radius of Cut Length Dia. of Flutes X
YT22013 6 0.5 12 57 6 4 D
YT22014 8 0.5 16 63 8 4 I’D\
YT22015 | 10 0.5 20 72 10 4 X
YT22016 12 0.5 24 83 12 4 —
YT22017 | 16 1 32 92 16 5 CK
YT22018 20 1 40 104 20 D f":\
ESIT
o J 5 — TII o FEYEE
P S ae B RFYLR ik iy s -
© O ©

DLCO—F+

a

CMIYRI)L
(N1 R)

XTREME
IN=ZL

CMIYRI RE—FZT74>0 OYY AV LD v>Y J—REYF
CM End Mills Speed Roughing Long with Slim Shank, Coarse Pitch

T = e o — —_ Rhlhf FIRLE
mwh, Ny, YK B F AICrN 43~46° 0~-0.05
: R E- S N\X
L
YNNI LSS58 5 7 4 > STy KL, AICINT —F 4 ¥ 712 & Y BE® % £, x
TEY—F(FAFAY v 7 R)ZATRBZ MG L BEREY A aEE, ARNPRVLWA Y IR AT, er
FMBEO 7= MERICEYVRIEMIAZ T TR CEMIICH TG, v I7Z2IRLY A4 F X 1Imm~2mmIZEEE,
|
Y—LNo. HAE 2A-FR AR 2R NIE A =
Tool No Dia. Corner Length Overall Shank Number \z
. of Mill Radius of Cut Length Dia. of Flutes *
YT23821 7 0.5 14 60 6 4 X
YT23822 9 0.5 18 68 8 4
YT23823 11 0.5 22 7 10 4 IO
YT23824 13 0.5 26 85 12 4 «,\L
YT23825 17 1 34 95 16 5 S5
nig T3 Fayag £
i - ' i — < = (S)5 =
LSS aeH BEANS AFVLR ik A i Lo i
© O © bl
N
A
T+
N
&

50



Revo Cut CM End Mills LZEAy bk CMIVFEIL

Eﬁi Tungsten Carbide

|RVSPCM-LN

CMIYVRI) RE=RZT4 > QYT 2y IHE I—XEYF
CM End Mills Speed Roughing Long Under Neck, Coarse Pitch

L

CMIVE

- . BLhf HENE
= FBIRIF A|CrN 43°~46° 0~-0.05
h*_i : o N\\X =
of

N
2 BYMICEL 78 AT 5 7 4 /T2 F I, AICINT—7 4 > /s & Y REBEER,
— REY =R (FLFAY vy 2) B CRE G L BedR Y palke,
” EFro MEO 7 L— MERICE VRIEINIZ S ¢ CENTIC NG, BY 73y RIRORABIC L VIFREY A ATEE,
&
Y—J)No. HZE 3TI-FR AR BT &R WIE HIK
Tool No Dia. Corner Length Neck Overall Shank Number
. of Mill Radius of Cut Length Length Dia. of Flutes
YT22019 6 0.5 9 18 57 6 4
YT22020 8 0.5 12 24 63 8 4
YT22021 10 0.5 15 30 72 10 4
YT22022 12 0.5 18 36 83 12 4
YT22023 | 16 1 24 48 100 16 5
YT22024 20 1 30 60 110 20 5
=)= e
P aeil BN 2FULR i o feife %;f;;
© O ©
J5
|
n
Q
a
b -
© X
NY
HS
— IEZIEE Standard Cutting Conditions
B RVSPCM-S / RVSPCM-S-SS / RVSPCM-L / RVSPCM-L-SS / RVSPCM-LN
EN
1 Y (Slotting) BIEYIYI (Side Miling)
—_— B Caron st o i s B8 Caton s SR o
Work &ﬁ Cast iron §8% Castiron Work %& Cast iron 8% Castiron
Material & T B Tool steels Material & T E$H Tool steelsas
LR# Tool stecls 7"Y 7x— F 248 Prehardened steels TR Tool steelsas 7Y /n— K 8 Prehardened steels
) HARDNESS ~HRC25_ HRC25 ~HRC40 HARDNESS ~HRC25_ HRC25 ~HRC40
~ STRENGTH ~800N / mii _ 800 ~ 1200N / mii STRENGTH _ ~800N / mri 800 ~1200N / mri
X E #5248 ®Y RE IR ®YEE E El#25 * Y EE El¥52R * Y EE
' EBCl fil G il i iz G L i, i (i
* 6 12,000 1,550 10,600 1,100 6 15,800 2,570 14,300 1,850
| 7 10,260 1,600 9,200 1,120 I 13,600 2,600 12,300 1,900
s 8 9,000 1,650 8,100 1,180 8 11,900 2,700 10,700 1,950
IS 9 8,000 1,650 7,100 1,180 9 10,550 2,700 9,500 1,950
&+t 10 7,200 1,650 6,400 1,180 10 9,500 2,700 8,500 1,950
X 11 6,530 1,580 5,900 1,160 11 8,700 2,600 7,800 1,900
12 6,000 1,540 5,400 1,140 12 8,000 2,570 7,100 1,850
IO 13 5,630 1,520 5,000 1,100 13 7,390 2,460 6,600 1,800
D_L 16 4,500 1,500 4,100 1,050 16 6,000 2,450 5,400 1,750
B 17 4,240 1,490 3,800 1,000 17 5,650 2,400 5,050 1,700
20 3,600 1,330 3,200 900 20 4,800 2,140 4,300 1,500
_%%n_l'( ~—ae:1D — ~—ae:1D — ap: ap:
gP AHE ap: ap: AL & 1D 1D
lﬂég Depth of Cut 1D 0.8D Depth of Cut IR
= L L—ﬂ 8% ' 850
N . — O
N
L
H
N
L
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Avbk CMIVES)L Eﬁi Tungsten Carbide
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Revo Cut CM End Mills

[ DLC2CM-2D

LAhy b CMIVRIIL

CMIYRIJL2MH 2D&Z 7 DLCO—
CM End Mills 2-Flute 2D, DLC Coated

Eﬁﬁ Tungsten Carbide

. hLhe A@eg EonF | o
HY - “ —
DLCO—7 1 ¥ 7T & Y EN/TERME & EEREZ ER,
TIILIAERERELPTVMROMNIICHRE,
EENLDRS TRV T W AT RERO2DZ A 7,
* —JLNo. HiE & R OIS ¥ —LNo. HE & R DT 3
Tool No. of il e Dengith Stk Tool No. of Ml e Dengith Stk
YT23524 0.5 1 40 4 YT23533 3 6 50 6
YT23525 0.6 1.2 40 4 YT23534 4 8 50 6
YT23526 0.7 1.4 40 4 YT23535 5 10 55 6
YT23527 0.8 16 40 4 YT23536 6 12 55 6
YT23528 0.9 1.8 40 4 YT23537 8 16 70 8
YT23529 1 2 40 4 YT23538 10 20 75 10
YT23530 1.5 3 40 4 YT23539 12 24 80 12
YT23531 2 4 45 4 YT23540 16 32 105 16
YT23532 2.5 5 45 4 YT23541 20 40 110 20
. - - L 3 s A
pes 4% BN 2FYLR ik e #ife T
© O

CMI> Rk 3I)L2#MFH 3D%+ 7 DLCO—k

CM End Mills 2-Flute 3D, DLC Coated

Bihf ABRE EOAF g
Frered DLC 45°  0~-0.02 Lgoo 2
HS - N ;
DLCa—F 1 ¥ 7IC & V) EN/-THEFEE & (REREE % £I1H,
TILIEEREBRELPTUVHRONTICRE,
FREORTy PIITREMTICRER3IDX A 7,
Y —JLNo. AE AR 2R D2 Y —JLNo. AR AR 2R 2k
Tool No. of Nl L Deoeah Stk Tool No. of Wil o Daoeah Stk
YT23542 ] 3 45 4 YT23549 6 18 60 6
YT23543 15 4.5 45 4 YT23550 8 24 70 8
YT23544 2 6 45 4 YT23551 10 30 80 10
YT23545 2.5 7.5 45 4 YT23552 12 36 90 12
YT23546 3 9 50 6 YT23553 16 48 110 16
YT23547 4 12 50 6 YT23554 20 60 120 20
YT23548 5 15 55 6
2 5 - N -
pEe &% BN 2FYLR 5k e s T
@) O
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Revo Cut CM End Mills 1/7."\‘73 v CMIY FE}L Eﬁﬁ Tungsten Carbide

| DLC2CM-3D-55

CMIYRIJI28HA 3DZA T R LS+ >4 DLCO— K
CM End Mills 2-Flute 3D with Slim Shank, DLC Coated

2L

BLhf IELE EVHF [g
biveedll DLC 45°  0~-0.02 Lgoo 2
LA N\X =

LR
£
4
DLCO—F 4 ¥ 7\ & VBN THERNE L EERIEE KR, A
TILIEERERE LT LHROMNIICRE, —
PRI ORT Yy PMIXPEMTICHEBER3IDEA T, v v I FEEHRELY ¥4 F 2 1ImmIZKE, -
&
Y —JVNo. AE AR &R PARZL:

v P e S S 5
YT23826 4 12 50 3 R
YT23827 5 15 55 4 A
YT23828 7 21 60 6 K
YT23829 9 27 75 8 —
YT23830 11 33 90 10 LK
YT23831 13 39 100 12 T

ESIT

L
o i J 47 _. T2 . FavAEE ENEN
KRB B8 BEANR ZF VLR % E i Lo AR
©) O )

v

I~
2 X
Y
HS
=
|m z
=1
CMI K 3L 2#H 4DZ 7 DLCO— k 51
CM End Mills 2-Flute 4D, DLC Coated ;_\
oo BLhfs HEaE EoAF o
fateiesl DLC 45° 0~-0.02 n)o 2
H o “ —
DLCO—F 1 v 7IC & ) EN/-TTER & (RERME % 1R, s
TILIAERERELPTVMRONMNTIICHREE, B
ROIRTEREY -BEMTISHST 24D 4 7, jt
H
Y —JVNo. HE AR 2R D2k |
Tool No. of Ml e Dengin St o
YT23555 1 4 50 4 a2
YT23556 1.5 6 50 4 5
YT23557 2 8 50 4
YT23558 2.5 10 50 4 N
YT23559 3 12 55 6 &
YT23560 4 16 60 6 23
YT23561 5 20 65 6 i
YT23562 6 24 75 6
YT23563 8 32 90 8 =
YT23564 10 40 100 10 £
YT23565 12 48 110 12 B
xr
= S ..{\7«'\
P &5 AN 2FYLR o~ o s 4994 21
©) O N
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ReVO Cut CM End Mi"s b-.ﬁjJ‘y l~ CMI‘/ FE)[« Eﬁﬁ TungstenCarbide

2L

| DLC2CM-5D

CMIYRIJL2MH 5D% 7 DLCO—
CM End Mills 2-Flute 5D, DLC Coated

RLhf IEAE EVAF | o
fice el DLC 45°  0~-0.02 Lgoo 2
LI N\X

RR _—
—
<
> DLCI—7 1 v ZIC & VBN MHEE R & (BRI 2 £ ],
— TILIEERERELCLTVMEONTICHEE,
L EISICEVWAECEEY EMNIICHIST 25D2 4 7,
&
7 —JLNo. HZ AR 2R DESL: 7 —JLNo. HE AR 2R L
< Tool No. of Wil e Daoeah Sk Tool No. of Wi e Deoeah Stk
N YT23566 1 5 50 4 YT23573 6 30 75 6
i YT23567 1.5 75 50 4 YT23574 8 40 90 3
X YT23568 2 10 50 4 YT23575 10 50 100 10
— YT23569 25 125 50 4 YT23576 12 60 120 12
< YT23570 3 15 60 6 YT23838 16 30 135 16
TR YT23571 4 20 60 6 YT23839 20 100 160 20
iR YT23572 5 25 70 6
|
B
AN " : AN . VIR . Fo A
ﬁf %%B 6e8 mrANE AFYLR S 0N Hife Tas
- © O

b
THIS
Y
H>
=
(S
=X
ol CMI>RZJL2#HA 508+ 7 XU LS v>4 DLCO— b
£ CM End Mills 2-Flute 5D with Slim Shank, DLC Coated
S hihf nEaz eonr Do
el DLC 45°  0~-0.02 o [ 2
o N\X —
A DLCa—7 « ¥ 7\ & ) Bh MR & BRI % £5,
B TILIAEERERE LT LWMEOMIICRE,
i EHICRVAIRTRE Y -QEMTISKIET 25D4 4 7, & v > 0 RERNFELY 74 F A 1ImmIZRKE,
Ea
| Y —JVNo. AE AR 2R VARZLE
S el 0z of Ml Rt Lonath B
ng YT23832 4 20 60 3
e YT23833 5 25 70 4
YT23834 7 35 90 6
. YT23835 9 45 100 8
& YT23836 11 55 110 10
&3 YT23837 13 65 120 12
mf . _ TS VA4
g H pEs a2 AN 2FULR sk e s TR
B © O
of
2
1+
~h
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Revo Cut CM End Mills L7 7J“J CMIY FE}L Eﬁi Tungsten Carbide

IEEEEE: Standard Cutting Conditions

DLC2CM-2D / DLC2CM-3D / DLC2CM-3D-SS
DLC2CM-4D / DLC2CM-5D / DLC2CM-5D-SS

BYH] (Slotting)

M %

el 72 =% 4 (AL070) T L= L% (A2017 - A5052 - A7075) B
Ml Aluminum Aluminum Alloys {r? \(_
RE PGEETER) DLC2CM-3D PGES) DLC2CM-3D —
Code No. DLC2CM-3D-SS DLC2CM-3D-SS
HE lﬂﬁﬂ R RE IEIE?& &) RE lﬂﬁﬁ &Y RE lEIE?i &Y RE 4
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed B
(min1) (mm/min) (min1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
0.5 35,100 360 — — 39,000 495 — — —
1 22,770 405 18,560 305 25,310 555 21,930 3519 X
1.5 17,750 420 14,470 315 19,730 580 17,100 370 D
2 15,260 450 12,430 340 16,950 620 14,690 895 (}\\
2.5 14,260 510 11,620 380 15,850 700 13,730 445 X
3 13,500 560 11,000 420 15,000 770 13,000 490 —
4 13,500 720 11,000 540 15,000 990 13,000 630 WK
5 13,500 800 11,000 600 15,000 1,100 13,000 700 T?‘\:
6 13,500 960 11,000 720 15,000 1,320 13,000 840 ST
7 — — 9,740 745 — — 11,510 870 S
8 10,800 1,120 8,800 840 12,000 1,540 10,400 980 IS
9 — — 8,800 930 — — 10,400 1,085 AR
10 10,800 1,360 8,800 1,020 12,000 1,870 10,400 1,190 R_',L‘
11 — — 8,800 1,140 — — 10,400 1,330 IR
12 10,800 1,680 8,800 1,260 12,000 2,310 10,400 1,470
13 — — 7,700 1,170 — — 9,100 1,365
16 8,100 1,520 6,600 1,140 9,000 2,090 7,800 1,330
20 5,400 1,280 4,400 960 6,000 1,760 5,200 1,120
~— ae:1D —

YIAHE .
Depth of Cut 15'

I

LK
Y
BIEEIYI (Side Milling) s
O
%%flliz P I =% L4 (A1070) T I = L&S (A2017 - A5052 - A7075) Wi
Magrial Aluminum Aluminum Alloys = |
wl
o
=2
BE DLC2CM-3D DLC2CM-5D DLC2CM-3D DLC2CM-5D
Code No. i DLC2CM-3D-ss ~DLC2CM-4D DLC2CM-5D-SS LI LD DLC2CM-3D-s§ ~ DLC2CM-4D DLC2CM-5D-SS
TE iRy XYRE EEB XYVRE EEHR O XVEE EEH RXYRE EER O XYERE EEH O XVEE EEH O XVEE EER XYRE
Dia. of Mill  Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

(mind)  (mm/min)  (mind)  (mm/min)  (mind)  (mm/min)  (min1)  (mm/min)  (minl)  (mm/min)  (min2)  (mm/min)  (min1)  (mm/min)  (minY)  (mm/min)

0.5 33,800 940 — — — — — 36,400 1,190 — — — —

1 21,930 805 20,240 550 20,240 550 15,180 255 23,620 1,015 21,930 635 21,930 635 16,870 340

1.5 17,100 750 15,780 515 15,780 515 11,840 235 18,410 950 17,100 595 17,100 595 13,150 315

2 14,690 750 13,560 515 13,560 515 10,170 235 15,820 950 14,690 595 14,690 595 11,300 315 ﬁ

2.5 13,730 805 12,680 550 12,680 550 9,510 255 14,790 1,015 13,730 635 13,730 635 10,570 340 >[<
H

3 13,000 855 12,000 585 12,000 585 9,000 270 14,000 1,080 13,000 675 13,000 675 10,000 360
4 13,000 1,045 12,000 715 12,000 715 9,000 330 14,000 1,320 13,000 825 13,000 825 10,000 440
5 13,000 1,235 12,000 845 12,000 845 9,000 390 14,000 1,560 13,000 975 13,000 975 10,000 520 |
6 13,000 1,425 12,000 975 12,000 975 9,000 450 14,000 1,800 13,000 1,125 13,000 1,125 10,000 600 =
7 — — 10,620 980 — — 7,970 450 — — 11,510 1,130 10,400 1,350 8,850 600 2,
8 10,400 1,710 9,600 1,170 9,600 1,170 7,200 540 11,200 2,160 10,400 1,350 10,400 1,350 8,000 720 ﬁé
9 — — 9,600 1,270 — — 7,200 585 — — 10,400 1,465 — — 8,000 780
10 10,400 1,995 9,600 1,365 9,600 1,365 7,200 630 11,200 2,520 10,400 1,575 10,400 1,575 8,000 840 .
11 — — 9,600 1,530 — — 7,200 705 — — 10,400 1,765 — — 8,000 940 Q\\T
12 10,400 2,470 9,600 1,690 9,600 1,690 7,200 780 11,200 3,120 10,400 1,950 10,400 1,950 8,000 1,040 R
13 — — 8400 1,560 — — 6300 720 — — 9,100 1,800 — — 7,000 960 g
16 7,800 2,280 7,200 1,560 — — 5400 720 8,400 2,880 7,800 1,800 — — 6,000 960
20 5200 1,805 4,800 1,235 — — 3,600 570 5,600 2,280 5,200 1,425 — — 4,000 760 Pt
. ?;Er'j
ap: ap: ap: ap: ap: ap: @g\
PN | 15D 3.5D 4.5D 1.5D 3.5D 4.5D
Depth of Cut A A 1\‘;/'\
L—»\ L——\ — |<—>1 — !-—4 AR
ae: 0.2D ae: 0.1D ae: 0.1D ae: 0.2D ae: 0.1D ae: 0.1D _| -'|\
:\I'I
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Revo Cut CM End Mills L&FAy bk CMIVEFZI FBHEE  Tungsten Carbide
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| VEA-A-L

AIITIVRIIIAMA GRER LN RFU—R DLCO—
4-Flute Square End Mill, Right-Hand Cut & Left-Hand Helix, Variable Lead, DLC Coated

HOH e phs "
T oc ol
. N\X
T L-EEORIEMEESMIBTY K I,

AHERLCNERA UHHPENARICED D Z & TLEERICUHOKRITERES LT, EE/NY OFRELZ@MY,
=% TAHBIHEZ DY CRESE. 7% - FEOBERPRTEE D @0 ICIH), S Mmua@EmdLif 228,
A1050 (i 7L 2) ~ATO75 (B4 Y 2 T I V) TILI XA F v X M £ TINLATRE,

PELUTIE vy 7 ROGEERA Btz s0 B Y 27 28R,

Y —JLNo. AE AR &R PARZL:S
sl of Wil iy Dengih B
YT24893 3 18 80 6
YT24894 4 24 80 6
YT24895 5 30 80 6
YT24896 6 36 80 6
YT24897 8 48 100 8
YT24898 10 60 110 10
YT24899 12 72 130 12
- ' 5 A LS . T3 o FRYAEE
LS e RN AFVLR S i i ian
© ©

IEEELEY: Standard Cutting Conditions
YE4-A-L
A TFIIZILER TiE%E
Work Material Aluminium alloys Resins
Cﬂiﬁgﬁid 90m/min 90m/min
& H0RAHE EDRE 13%D Bk FI0RAHE %D RE 13940 [ElE=4
Rl ap (mm) ae (mm) mm/min mm/t min-1 ap (mm) ae (mm) mm/min mm/t min-1 |
3 \ 12 0.02 960 0.025 9,600 12 0.02 960 0.025 9,600
4 ‘ 16 0.025 960 0.033 7,200 16 0.025 960 0.033 7,200
5 20 0.03 960 0.041 5,800 20 0.03 960 0.041 5,800
6 .24 0.035 960 0.05 4,800 24 0.035 960 0.05 4,800
8 .32 0.05 960 0.067 3,600 32 0.05 960 0.067 3,600
10 L 40 0.06 960 0.083 2,900 40 0.06 960 0.083 2,900
12 | 48 0.075 960 0.1 2,400 48 0.075 960 0.1 2,400




|

1 | 1 1 1
() ALY Yage [MAHEA-AY (X I\1) X—0%
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Revo Cut CM End Mills L7 Ay CMIVEFZI J\A R HighSpeed steel

)7

[RN2HM

CMIYRI)L ANILENCR 2KHA />3-
CM End Mills HSS-Co 2-Flute, Non Coated

—Z

CMIVE

hihf @ EonF | o
HSS-CO  30°  0~-003 Lgoo >
A\\N

AR _—
X
R = TR DB IS AR TR PITRE LS W e EOMREICENT- 2/ b A RBET Y F I,
— BT FILICHERTEVWHEZFED, FvEYIRITEY X7 Z KR,
» SEEREAEH L D IEERCIRETHRE L -UEIA A EE, BN TIC&KE,
&
Y —JVNo. AE AR 2R D2 0%k Y —JVNo. AR AR 2R PAILE
= Tool No. of Wil STEr Cength i Tool No. of Wil e Dengih Shin
N YT22055 2.5 45 6 YT22071 9 18 70 10
,’,\\ YT22056 .5 4 45 6 YT22072 9.5 18 70 10
X YT22057 2 5 50 6 YT22073 10 18 70 10
— YT22058 2.5 6 50 6 YT22074 11 22 80 12
<K YT22059 3 8 50 6 YT22075 12 22 80 12
fr; YT22060 3.5 8 60 8 YT22076 13 26 85 12
ETN YT22061 4 8 60 8 YT22077 14 26 90 16
— YT22062 4.5 10 60 8 YT22078 15 30 95 16
s YT22063 5 10 60 8 YT22079 16 30 95 16
N~ YT22064 5.5 12 60 8 YT22080 17 34 95 16
I:L'L YT22065 6 12 60 8 YT22081 18 34 95 16
n\}]; YT22066 6.5 14 60 10 YT22082 19 38 110 20
— YT22067 7 14 60 10 YT22083 20 38 110 20
-+ YT22068 7.5 14 60 10 YT22084 22 45 110 20
,l, YT22069 8 14 60 10 YT22085 24 50 120 25
9 YT22070 8.5 18 70 10 YT22086 25 50 120 25
(=)
y - -
P aeil BANE 2FULR % e feif %;gf
© O @) © O
T
4 K
AY
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o
e
el
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Revo Cut CM End Mills LAAYEF CMIVEFZIL J\A1 X High Speed steel

| HAEHIEMH Standard Cutting Conditions
RN2HM
Y| (Slotting) BIEEIY) (Side Milling)
o FIVIZJ L e FIVI=J L
Material T E$f Tool steels Eﬁﬁ@zzsﬁ Material T B$f Tool steels Zlfjl;n;ln_urz f\‘lE}f
HARDNESS ~HRC20 HRC20~HRCSO HRC30~HRC4O = HARDNESS = ~HRC20 HRC20~HRC30 HRC30~HRC40 =
STRENGTH ~500N [ it 500 ~800N/mii 800 ~1000N /mi 1000 ~1300N / miit STRENGTH ~500N / mr 500 ~800N/mii 800 ~1000N/mi 1000 ~1300N / mit =
EEE¥ RY)EE EEH OXYEE EEROX)EE EEK X)EE EEK i‘hi& wz EES XVEE DRH RVRE EEH XVRE EiRH XURE EEH RYRE
Dia. of Mill Rotatlon Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Dia. of Mill Rotatlon Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
in) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min) in1) (mm/min) (min) (mm/min) (min) (mm/min) (min) (mm/min) (min-1) (mm/min)
1 9 520 45 7,650 30 6,800 25 3,740 15 13,200 145 1 14 280 75 11,480 55 10,200 50 5,610 25 19,800 260
15 7560 50 6,080 35 5400 30 2970 15 12,600 150 15 11,340 80 9,110 55 8,100 50 4,460 25 18900 275
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
25 4340 60 3,720 40 3,100 35 1,840 20 11,400 205 25 6,510 105 5,580 75 4,650 65 2,760 30 17,100 370
3 3500 65 3200 50 2500 40 1,600 20 11,000 250 3 5250 120 4,800 90 3,750 70 2,400 35 16,500 450
35 3,100 75 2,630 55 2,100 45 1,310 25 9,290 275 35 4,650 135 3,940 100 3,150 75 1,970 45 13,930 495
4 2800 8 2200 60 1,800 45 1,100 30 8,000 290 4 4,200 150 3,300 110 2,700 80 1,650 55 12,000 520
45 2470 100 1,980 70 1,690 55 990 35 7,060 300 45 3,700 175 2,970 125 2530 95 1,480 60 10,580 540
5 2200 110 1,800 75 1,600 60 900 35 6,300 310 5 3,300 195 2,700 140 2,400 110 1,350 65 9,450 560
55 1,980 110 1,690 85 1,380 60 850 40 5920 310 55 2,970 195 2,540 150 2,070 110 1,270 70 8,880 555
6 1,800 110 1,600 90 1,200 60 800 40 5,600 310 6 2,700 195 2400 160 1,800 110 1,200 70 8,400 560
6.5 1,680 110 1,450 90 1,110 65 730 40 5,110 335 6.5 2,520 200 2,170 165 1,660 115 1,090 75 7,660 605
7 1570 115 1,310 95 1,030 65 660 45 4,690 360 7 2,360 205 1,970 170 1,540 120 990 75 7,030 645
75 1,480 115 1,200 100 960 70 610 45 4,320 375 75 2,220 210 1,800 175 1,440 120 910 80 6,480 675
8 1,400 120 1,100 100 900 70 560 45 4,000 390 8 2,100 215 1,650 180 1,350 125 840 80 6,000 700
8.5 1,310 120 1,040 100 870 75 530 45 3,740 395 85 1,970 215 1,560 180 1,310 130 790 80 5,600 710
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 5,250 715
9.5 1,160 120 940 100 820 75 470 45 3,290 400 9.5 1,740 215 1,410 180 1,230 140 710 80 4,930 715
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 4,650 720
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 1,120 240 940 180 750 135 470 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 2,400 575
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
25 450 110 400 90 310 60 180 35 1,200 280 25 680 195 600 160 470 110 270 65 1,800 505
AR f— @e:1D — AR ap:
- ) 2 1.5D
L ap:
De(;:Jtlht of 0.5D | Degm of a
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Revo Cut CM End Mills L7 Ay CMIVEFZI J\A R HighSpeed steel

)7

[RNAHM

CMIYRI)L ONILENCR 4KH />a—hk
CM End Mills HSS-Co 4-Flute, Non Coated

—Z

CMIVE

hihf hlhfi RLhfA IRLE EVAHF %
= HSS-CO  25° 27° 30° 0~-003 Lgoo 4
h*_i NN N\ \\\ =
<\§ $3~p45 P5~p6 6.5~
= RER D BRE T LR TR PR & W i E OMERRICEN =2/ 0L b A BT Y F 2L,
— BT FILICHRTEVWHEZED, FvEYIRITiEY X7 Z &R,
- SEEREAEH L LD EIEERCIRIETHRE L 7-UEI A A B, AImtIE) I &E,
&
Y —JVNo. AE AR 2R D2 0%k *J —IJLNo. HAE AR 2R PARZk:
= Tool No. of Wil STEr Cengih i Tool No. of Wil SEn Cength St
B YT22512 3 10 50 6 YT22526 10 25 70 10
,’,\\ YT22513 35 12 60 8 YT22527 11 30 80 12
X YT22514 4 12 60 8 YT22528 12 30 80 12
— YT22515 4.5 15 60 8 YT22529 13 35 85 12
K YT22516 5 15 60 8 YT22530 14 35 90 16
T,,P; YT22517 5.5 15 60 8 YT22531 15 40 95 16
ETN YT22518 6 15 60 8 YT22532 16 40 95 16
— YT22519 6.5 20 60 10 YT22533 17 40 95 16
NS YT22520 7 20 60 10 YT22534 18 40 95 16
N~ YT22521 1.5 20 60 10 YT22535 19 45 110 20
I:L'L YT22522 8 20 60 10 YT22536 20 45 110 20
m}]; YT22523 8.5 25 70 10 YT22537 22 45 110 20
— YT22524 9 25 70 10 YT22538 24 50 120 25
-]L YT22525 9.5 25 70 10 YT22539 25 50 120 25
a
(&)
] & T FRUAE
y pES ] Er ] BN 2FULR ik o i 5
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Revo Cut CM End Mills LAEAY b+ CMIVEFIIL J\A X High Speed Steel

IEEEEE: Standard Cutting Conditions

n

E
RN4HM T
5
AIEIEIYI (Side Milling) 3
I %*ﬂ Ca;bosnesetesels T»IA[ﬁjanuZA
BEm oo riioiee S
HARDNESS = ~HRC20 HRC20~HRC30 HRC30~HRC40 = {'_\|_<
STRENGTH ~500N / mri 500 ~800N / mrt 800 ~1000N / mri 1000 ~1300N / mri = X \;
nE B Y e EH Y EH Y B EEH Y e EEH Y -
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 3,650 115 3,360 85 2,600 65 1,650 30 11,550 400 st
3.5 3,300 150 2,850 95 2,250 65 1,350 40 9,900 450 8
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 53 7,450 475 —
5 2,300 190 1,900 130 1,700 95 950 55 6,600 495 '§
5.5 2,100 190 1,700 140 1,450 95 900 515 6,300 495 N
6 1,900 190 1,700 150 1,250 95 850 65 5,900 495 b
6.5 1,750 200 1,500 150 1,150 100 850 65 5,450 525 2 -
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 éF(
8 1,450 210 1,150 170 950 110 600 70 4,200 610 I
8.5 1,350 210 1,100 170 900 105 600 70 3,900 610 i
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 {\’3
10 1,150 210 950 170 850 125 450 70 3,250 630 l,':
11 1,050 220 900 180 750 125 450 75 2,950 610 INT
12 950 230 850 190 650 125 450 80 2,650 600 NS
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 n
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 53 1,250 440 IT,R
AY
AnE ?.%'DT gv
Depth of Cut
ae:
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Revo Cut CM End Mills L7ARAvy bk CMIVEKEIL

[RVRHM-S

CMIYRIJL SPM ST714>0 T7AVEYF

CM End Mills SPM Roughing, Fine Pitch

SRMRNA RAOBEETEMIABTY KL,
774 Ey FTHY LS EMy < DE Y < THEDY LT WLREIMICE R,

/ \’f Z High Speed Steel

hlhf
SPM TiCN _30°
ANN

B

v
N

Y —JVNo. HE AR 2R IR AW ¥ —JVNo. HE AR 2R I B

Tool No. Dia. Length Overall Shank Number Tool No. Dia. Length Overall Shank Number

of Mill of Cut Length Dia. of Flutes of Mill of Cut Length Dia. of Flutes
YT21072 5 12 80 6 4 YT24742 17 33 125 16 4
YT21073 6 12 80 6 4 YT21081 18 33 125 16 4
YT21074 7 17 80 8 4 YT24743 19 33 125 20 4
YT21075 8 17 85 8 4 YT21082 20 38 145 20 4
YT24740 9 20 85 8 4 YT21083 22 38 145 20 4
YT21076 10 22 100 10 4 YT21084 25 43 150 25 5
YT24741 11 25 100 10 4 YT21085 28 43 160 25 5
YT21077 12 27 110 12 4 YT21086 30 48 165 25 5
YT21078 14 27 110 12 4 YT21087 32 55 175 25 5
YT21079 15 27 125 16 4 YT21088 35 55 175 32 6
YT21080 16 33 125 16 4 YT21089 40 65 185 32 6
- : J , —. T2 - FEYAEE
%%B ae8 mANS AFYLR S 0N fifs THas

© O © © O

[RVRHM-L

CMIYFRIJ)L SPM ST70>0 OYJ T7AVEYF

CM End Mills SPM Roughing Long, Fine Pitch

RLhf
SPM TicN  30°
AN\

B

v
1N

BRIFNA ZOBEEFEMIAT Y K 2, OY T %A 7,
7742 Ey FTRY ST EM@D DU Y < FHEDY 0T WREIFICH .
Y —JNo.  FHE AR &R #IE K v—iNo.  FHR AR &R IR IR
Tool No. ofMil GGt Uemgn b offiutes Tool No. ofMil  oi&p  Cemgih D offiies
YT23511 5 25 85 6 4 YT23517 | 14 55 | 125 | 12 4
YT23512 6 30 85 6 4 YT23518 | 15 55 | 140 | 16 4
YT23513 7 35 90 8 4 YT23519 | 16 75 | 160 | 16 4
YT23514 8 35 90 8 4 YT24747 | 17 75 | 160 | 16 4
YT24744 9 40 | 100 8 4 YT23520 | 18 75 | 160 | 16 4
YT23515 | 10 45 | 110 | 10 4 YT24748 | 19 75 | 160 | 20 4
YT24745 | 11 50 | 115 | 10 4 YT23521 | 20 80 | 160 | 20 4
YT23516 | 12 55 | 125 | 12 4 YT23522 | 25 90 | 175 | 25 5
YT24746 | 13 85 | 125 | 12 4 YT23523 | 30 90 | 175 | 25 5
" -, S AL
pES BE= BN ZFYLR % ;ngé i % ; {g':
© O ©) ©) O
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Revo Cut CM End Mills LAEAY b+ CMIVEFIIL J\A X High Speed Steel

IEEEEE: Standard Cutting Conditions

23

RVRHM-S
BIEEIY) (Side Milling)
U !.Sﬁ e % Carbon steels ﬁﬁﬂ alloysiess E Hardened steels
Wo’rfﬁl‘?grial gﬁ%a:f i:t::zn Sees ggg Alloy steels §:Tj?iﬁ?y;rf::z:;::: dleeds Eggbzﬂ Stainless steels —~
HARDNESS ~HRC20 HRC20~HRC30 HRC30~HRC35 HRC35 ~HRC40 ]‘;'E
STRENGTH ~800N / mit 800 ~1000N / mri 1000 ~1200N / mr 1200 ~1300N / mri H=>
Bk %Y HRE [El¥RER Y HE E¥¥ ®YRE [ElERE Y HE 2l
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed <
(min-t) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) 3
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 b3
8 2,200 230 1,700 180 1,200 130 990 100
9 1,950 285 1,490 215 1,060 145 880 115 —
10 1,750 330 1,350 250 950 160 800 130 X
11 1,590 330 1,220 255 870 170 720 135 Q
12 1,450 330 1,100 260 800 180 660 140 N
14 1,250 315 950 245 690 175 570 135 X
15 1,170 325 900 255 640 175 530 135 —
16 1,100 330 850 260 600 180 500 140 <K
17 1,030 330 790 260 560 180 470 140 f,[‘:\
18 980 335 760 260 530 180 440 140 in
19 920 335 700 260 500 180 420 140 —
20 880 340 680 260 480 180 400 140 S
22 800 305 620 235 430 160 360 125 NS
25 700 330 540 250 380 170 320 140 e
28 620 305 480 235 340 165 290 140 N
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 |lr
40 350 210 270 170 190 120 160 100 8]
o
YIRAHE ?'%IDT ‘
Depth of Cut _—
e
ae: 0.5D

|7

=

CMIYE
(N1R)

IEEEEE: Standard Cutting Conditions

=
x
RVRHM-L
BIFEEIY) (Side Milling)
{ !.Zﬁ Ml szt 73 Carbon steels ﬁﬁﬂ Alysizds i Hardened steels
Wo’rfﬁl?grial gﬁ%;: i:t:;n SEED ggg Alloy steels §:Tj?iﬁ?y;rf::z:;:?: d steels :Eggl/;{ﬂ Stainless steels
HARDNESS ~HRC20 HRC20~HRC30 HRC30~HRC35 HRC35 ~HRC40
STRENGTH _ ~800N / mr 800 ~1000N / mr _ 1000 ~1200N / mri 1200 ~1300N / mr 7
Bk %Y HRE [El¥RE Y HE E¥% B®YRE B Y HE =
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation | X
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
5 1,960 100 1,540 85 1,050 55 910 50 1L
6 1,820 125 1,400 100 980 65 840 515
7 1,660 145 1,280 110 900 80 760 65 |
8 1,540 160 1,190 125 840 90 700 70 IE;\
9 1,370 200 1,040 150 740 100 620 80 2,
10 1,230 230 950 175 670 110 560 90 &
11 1,110 230 850 180 610 120 500 95 ~
12 1,020 230 770 180 560 125 460 100 )
14 880 220 670 170 480 120 400 95 Q\T“f
15 820 230 630 180 450 120 370 95 o=
16 770 230 600 180 420 125 350 100 A
17 720 230 550 180 390 125 330 100
18 690 235 530 180 370 125 310 100 o
19 640 235 490 180 350 125 290 100 B
20 620 240 480 180 340 125 280 100 I=Re
25 490 230 380 175 270 120 220 100 F'A*Q_\
30 410 210 320 160 220 120 190 100
T
$5~¢25 ap:3D A
PPAZE $30 ap:2.5D |+
Depth of Cut L_.( :\Ill
ae: 0.1D
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Revo Cut XTREME Series LEAY

XTREME End Mills 4-Flute Vibration Reduction

TIOARU—L -2 iza 5

LRVAC

XTREME I R 3L FREDEIREY — K 48H

oo BLhf DEAE
#nmy RV 35°/38° 0~-0.02
= . NN\ ==

$3~p5

Tungsten Carbide

ARDE ARBE
0~-0.03 0~-0.04
.

¢6~d10 p12~p25

A

RVI—7 1 > & (AITINR/REEE3,100HY) ZHA L 7o, F 2 RS EEMASEH EOHEIMBICHAK SN U - X,
RENETEY —FTEE YR ZIF L. SR -SBETO4LITMI2RR, TEFGOKRRLE LB EK,

AHEREE A TS
= No. HE AE ey 2025 I 5 o ) 7o HTERE MR )
Tool No. Dia. Length Overall Shank
of Mill of Cut Length Dia.
YT20044 3 10 60 6
YT20045 4 12 70 6
YT20046 5 15 80 6
YT20047 6 15 90 6
YT20048 8 20 100 8
YT20049 10 25 100 10
YT20050 12 30 110 12
YT20051 16 40 140 16
YT20052 20 45 160 20
YT20053 25 50 180 25
o : AN —. T - TR EE
pEs ] a% BN ZAFVLR S TR 58 A S
©) ©)

XTREME T R 3L RES Y RIE 58H
XTREME End Mills 5-Flute with Variable Land Width

YOO hLhf DELE ABRLNE AELE
o NN e e e O
= $3~d5 B6~pl0 Gl2~d25
X RVI—7 1 & (AITINGR/RERE3,100HY) £ XA L1, F 2 VMRS BMAASA S OHBIMBICHR Ny ) —X,
+ REZ Y FBETEEU PN ZIH L, SRR SBECOMLITNT2XE, TEFHOREAMR L HEMR,
SKPEEH KA 7,
|
NS 7 —No. AR AR 25 oz | EREEID
- Tool No. ot SEL Qe Sk
At YT20054 3 10 60 6
, YT20055 4 12 70 6
& YT20056 5 15 80 6
o YT20057 6 15 90 6
A YT20058 8 20 100 8
YT20059 10 25 100 10
o YT20060 12 30 110 12
EH YT20061 16 40 140 16
e¥ YT20062 20 45 160 20
B YT20063 25 50 180 25
N
’ . - IS AL
IJ:N Pt &2l BN ZFYLR ik %g - i ;;(;;
2 © ©
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABFF  Tungsten Carbide

LRVACR

XTREME > Rl REDEFEFY —F 48F ST
XTREME End Mills 4-Flute Radius with Unequal Flute Spacing and Variable Lead

M %

[ hthe IELE ARKE IBRLE -~
. o “ [ ]

D3~p5 d6~p10 Pp12~d25 °€
RVI—7 1 > (AITING/RERBE3,100HY) 215 L1, F % Y HRIP S BRAASE & OBMIMAICER S hiv ) —X, Nz
FESEREY — FTEEU PN 2104 L. BiE BEECOREFMI%2RE, TESGOABAMR LS EMR, -
AAREH FVTRARA T, -
3
BN HIEERRY
Y—ANo. AR’ aA—FR AR 2R B Y—nANo. HE 23—FR AR 2R A& ~
Tool No. of il Rae  oiGut  Cegn  Bar Tool No. of Wil Remue  ofGot  Lengh D N
YT20064 3 025 10 60 6 YT20095 12 4 30 110 12 L
YT20065 3 05 10 60 6 YT20096 13 0.5 40 140 16 -
YT20066 4 025 12 70 6 YT20097 14 075 40 140 16
YT20067 4 05 12 70 6 YT20098 16 1 40 140 16 2
YT20068 5 025 15 80 6 YT20099 16 15 40 140 16 I
YT20069 5 05 15 80 6 YT20100 16 2 40 140 16 ~)
YT20070 6 025 15 90 6 YT20101 16 2.5 40 140 16 -
YT20071 6 05 15 90 6 YT20102 16 3 40 140 16 N
YT20072 6 1 15 90 6 YT20103 16 3.5 40 140 16 R
YT20073 6 15 15 90 6 YT20104 16 4 40 140 16 N
YT20074 7 05 20 100 8 YT20105 16 4.5 40 140 16 =
YT20075 8 025 20 100 8 YT20106 16 5 40 140 16 r
YT20076 8 05 20 100 8 YT20107 18 1 40 160 20 |
YT20077 8 1 20 100 8 YT20108 20 1 45 160 20 0
YT20078 8 15 20 100 8 YT20109 20 15 45 160 20 =
YT20079 9 05 25 100 10 YT20110 20 2 45 160 20
YT20080 10 0.5 25 100 10 YT20111 20 25 45 160 20 Q
YT20081 10 075 25 100 10 YT20112 20 3 45 160 20
YT20082 10 1 25 100 10 YT20113 20 35 45 160 20
YT20083 10 15 25 100 10 YT20114 20 4 45 160 20
YT20084 10 2 25 100 10 YT20115 20 45 45 160 20 =
YT20085 10 2.5 25 100 10 YT20116 20 5 45 160 20 e
YT20086 10 3 25 100 10 YT20117 25 1 50 180 25 £
YT20087 = 12 0.5 30 110 12 YT20257 25 15 50 180 25 H=
YT20088 12 075 30 110 12 YT20258 25 2 50 180 25 =
YT20089 12 1 30 110 12 YT20259 25 25 50 180 25
YT20090 12 15 30 110 12 YT20260 25 3 50 180 25 i
YT20091 = 12 2 30 110 12 YT20261 25 35 50 180 25 =
YT20092 12 25 30 110 12 YT20262 25 4 50 180 25 £3
YT20093 12 3 30 110 12 YT20263 25 45 50 180 25
YT20094 12 35 30 110 12 YT20264 25 5 50 180 25
g 15 A4 —. T - FEAEE
LSS EE BN AFVLR # A fei g L -
©) © l;
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABEFE  Tungsten Carbide

[RVSCR

XTREME IV R I)L RES Y RIESKHA ST R
XTREME End Mills 5-Flute Radius with Variable Land Width

B hUhf IRAE IEAE
ﬁﬂ*ﬁ; RV 38° U~_0.03 U~_0.04 Eﬁ
. . “ I 5

YEIL

f\'g B6~10 ¢11 625
> RVI—7 4 > (AITIN®/REEE3,100HY) Z A L 7o, F X U MRCEBMASEH EOHHIMAICHE SN2 Y —
= TES Y RBTEEY LAY ZIFIL, SR -SHEETCOALEIFMI%*#ER, TESHOKIERRA LS ENR,
L SHAEE. T REA T,
=
v—iNo. HAFE 23A—FR FAE Ex L Ml B D7 HIEERIR Y
— Tool No Dia. Corner Length Overall Shank
X . of Mill Radius of Cut Length Dia.
2 YT20118 6 0.5 15 90 6
i YT20119 8 0.5 20 100 8
X YT20120 10 0.5 25 100 10
— YT20121 11 0.75 30 110 12
. K YT20122 12 0.75 30 110 12
Th YT20123 14 0.75 40 140 16
EAIN YT20124 16 1 40 140 16
— YT20125 18 1 40 140 20
AR YT20126 20 1 45 160 20
N~ YT20127 25 1 50 180 25
<
II\%(-'
— " : A L3 _. 7L - FavEE
E Py a3 RN AFYLR #% ON i Haas
9 © ©
(=)

CMIYRIJL
(N1R)

X
|
x>
=0

XTREME IV RI)L 574027
XTREME End Mills Roughing

o o ﬂﬁ*ﬁ; RV b%?;ﬁ xﬁ/ﬁg
), E- S N\\X =
N
i RVaI—F4 >4 (AITiN%/i%EEEEFS 100HY) Z A L7, 7 X > HHOEBRIMASE CORBIMAICHARE NS Y —X
£ 45 LD T 74 v IHABICLY  BENFEIY < THEM & RE L - BN A% 2B,
SEERATNIICRE,
|
NS v—iNo. HE FAR 2 nIE  AK EBERD-HEERRY
NG ia. en ver. n umber
Q\J— Tool No. ofDl\jill Lof CgHt] IC_)engatu Sg?a.k I)\‘f Flt?tes
i YT20265 3 10 60 6 3
, YT20266 4 12 70 6 3
&l YT20267 5 15 80 6 4
2= YT20268 6 15 90 6 4
N YT20269 8 20 100 8 4
YT20270 10 25 100 10 4
- YT20271 12 30 110 12 4
EH YT20272 16 40 140 16 5
eF YT20273 20 45 160 20 6
B YT20274 25 50 180 25 6
N
’ " _ — > s AL
it Pe aam AN 2FYLR 5 /o e T
i © @)
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABFF  Tungsten Carbide

LRVRFR

XTREME IV R3)L 57425 SITR
XTREME End Mills Roughing Radius

M %

hihfs HARLE

S msmy RV 45 hio —=
P \ N\ __] nE
ol
RVa—7F 1 >~ 7 (AITINR/REEE3,100HY) ZRA L 7=, F X U HRPIZEMAE SR EOHBIMBICHARI N Y —X, RZ
A5 R LNDF 74 TAFICE Y ENYY S THEHM L TE L -EYIEIEEE % R1E, -
EEEELTMNIICREE, 7V TRZA7, "
B
BEERDT-HTEERRY
Y—iANo. ME I-FR AR &R NIE M Y—iNo. M®E I-FR AR &R NIE M <~
Dia. Corner Length Overall Shank Number Dia. Corner Length Overall Shank Number A
Jeolic of Mill Radius  of Cut  Length  Dia.  of Flutes Vel (o, of Ml Radius  ofCut  Length  Dia.  of Flutes B
YT20275 3 0.25 10 60 6 3 YT20306 12 4 30 110 12 4 Irb
YT20276 3 0.5 10 60 6 3 YT20307 13 0.75 40 140 16 5 —
YT20277 4 0.25 12 70 6 3 YT20308 14 0.75 40 140 16 5
YT20278 4 0.5 12 70 6 3 YT20309 16 1 40 140 16 5 ﬁ,tf
YT20279 5 0.25 15 80 6 4 YT20310 16 15 40 140 16 5 qLZ\
YT20280 5 0.5 15 80 6 4 YT20311 16 2 40 140 16 5 =i
YT20281 6 0.25 15 90 6 4 YT20312 16 2.5 40 140 16 5 — -
YT20282 6 0.5 15 90 6 4 YT20313 16 3 40 140 16 5 QQ
YT20283 6 1 15 90 6 4 YT20314 16 35 40 140 16 5 '\-E
YT20284 6 1.5 15 90 6 4 YT20315 16 4 40 140 16 5 I'R}'J
YT20285 7 0.5 20 100 8 4 YT20316 16 45 40 140 16 5 -
YT20286 8 0.25 20 100 8 4 YT20317 16 5 40 140 16 5 3
YT20287 8 0.5 20 100 8 4 YT20318 18 1 40 160 20 6 |
YT20288 8 1 20 100 8 4 YT20319 20 1 45 160 20 6 i
YT20289 8 1.5 20 100 8 4 YT20320 20 1.5 45 160 20 6 a
YT20290 9 0.5 25 100 10 4 YT20321 20 2 45 160 20 6
YT20291 10 0.5 25 100 10 4 YT20322 20 2.5 45 160 20 6 ‘
YT20292 10 0.75 25 100 10 4 YT20323 20 3 45 160 20 6
YT20293 10 1 25 100 10 4 YT20324 20 35 45 160 20 6
YT20294 10 15 25 100 10 4 YT20325 20 4 45 160 20 6
YT20295 10 2 25 100 10 4 YT20326 20 45 45 160 20 6 >
YT20296 10 2.5 25 100 10 4 YT20327 20 5 45 160 20 6 n
YT20297 10 3 25 100 10 4 YT20328 25 1 50 180 25 6 :ﬁ\_
YT20298 12 0.5 30 110 12 4 YT20329 25 15 50 180 25 6 HZ
YT20299 12 0.75 30 110 12 4 YT20330 25 2 50 180 25 6 =
YT20300 12 1 30 110 12 4 YT20331 25 2.5 50 180 25 6
YT20301 12 1.5 30 110 12 4 YT20332 25 3 50 180 25 6 wig
YT20302 12 2 30 110 12 4 YT20333 25 3.5 50 180 25 6 a1
YT20303 12 2.5 30 110 12 4 YT20334 25 4 50 180 25 6 EZQ
YT20304 12 3 30 110 12 4 YT20335 25 4.5 50 180 25 6
YT20305 12 3.5 30 110 12 4 YT20336 25 5 50 180 25 6
o Pea s _. T2 . FRVEE
pES CE ROV RFYLR ek e A o ”
N
© © T
+
|
AN
RS
e
2
&K
al
S5
mk
B
S
N
A
T4
N
ik
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABEFE  Tungsten Carbide

IEEZLEY: Standard Cutting Conditions
RV4C / RV4CR

EYIYI (Slotting) / AIEIYIH! (Side Milling)

2L

fH#A® Heat resistant alloy F—RTF4 PRRT VLR
HEIA $F 4> Pure titanium F4&vE&€ Titanium alloy Z v VAT Nickel alloy Austenitic stainless steels
= Work Material TP340 Ti-6A1-4V (HRC34) 7 Z78A4 Waspaloy SUS304 / SUS316
[\-E NRFTAA C-22 Hastelloy A /83—« 278—)L Invar Kovar
E‘? Cﬂi‘ﬁgﬁjeged 80 ~100 m/min 50 ~ 70 m/min 30 ~ 40 m/min 60 ~ 90 m/min
P(\<_ & EiEgk 3% Y EEE Feed (mm/min) EliEgk 3% Y EE Feed (mm/min) EliE#E 3% Y EE Feed (mm/min) [El#Egy XY EE Feed (mm/min)
— Dia. of Mil Rotation YNNI UEIYDHI  Rotation  &LIHI  MIELIAl  Rotation  GEUIM - BUEYIHI - Rotation UM {UEYIH
(min-1) Slotting Side Milling min-1) Slotting Side Milling (min-1) Slotting Side Milling (min-1) Slotting Side Milling
¢ 3 10,610 560 670 7,430 400 470 4,240 230 270 9,650 500 600
&8 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
S 12 2,660 430 670 1,860 300 470 1,070 180 270 2,390 380 600
N 16 1,990 380 540 1,400 270 380 800 160 220 1,800 350 500
- i 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
AR o
=k BYH) L
ESHTN — (Slotting) L ae:iD (Side Milling) ?‘%.D
— Depth of Cut ap: I AN
NN 0.3D
AN | L—»(
I\\—”T\ ae: 0.2D
NS
|
4L
|
n
(&}
a

.

E- X

3 IEEIEY: Standard Cutting Conditions
=

RV5C / RV5CR

i
=1 " . R
E-I\ &L (Slotting) / {AIEYIHE (Side Milling)
g2
=< HHAS Heat resistant alloy F—25F4 FRRF VLR
Eidcleg $F 42> Pure titanium F4& &€ Titanium alloy =y LAE Nickel alloy Austenitic stainless steels
Work Material TP340 Ti-6A1-4V (HRC34) 7 Z78A4 Waspaloy SUS304 / SUS316
/NRFTAA C-22 Hastelloy A >s8—-278—) Invar Kovar
YIHIRE 80 ~ 100 m/min 50 ~ 70 m/min 30 ~ 40 m/min 60 ~ 90 m/min

Cutting speed
nE [ElERE % V) FEEE Feed (mm/min) [El%5EK &% Y EEE Feed (mm/min) [ElE5EK 3% ) SEEE Feed (mm/min) [ElEE 3% ) SREE Feed (mm/min)
Dia. of Mill R(otz_ation b ) fRIETIH Rotation ELIEI fRIEEIAE Rotation ELIHI RIE Y Rotation EHI RIELIHI

A min-1) Slotting Side Milling (min-1) Slotting Side Milling (min-1) Slotting Side Milling (min-1) Slotting Side Milling
2 3 10,610 700 840 7,430 500 590 4,240 250 300 9,550 630 760
T 4 7,960 700 840 5,670 500 590 3,180 250 300 7,160 630 760
H 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
l_ 10 3,190 590 840 2,230 420 590 1,280 210 300 2,870 530 760
S 12 2,660 540 840 1,860 380 590 1,070 200 300 2,390 480 760
NG 16 1,990 480 680 1,400 340 480 800 170 240 1,800 440 620
3 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
0 -
R?\ — (Slotting) L ae:1D (Side Milling) ?%.D
Depth of Cut ap: X
0.3D | L_,<
%ﬂé\ ae: 0.2D
B
o
3
T+
A
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABFE  Tungsten Carbide

IEEEEE: Standard Cutting Conditions
RVRF / RVRFR

EYIHI (Slotting) / AIEYIH!] (Side Milling)

=

M#&E Heat resistant alloy F—RTFFA P RRATVLREB
HWHIH $iF 2> Pure titanium F 2 A& Titanium alloy =y ILEE Nickel alloy Austenitic stainless steels
Work Material TP340 Ti-6A1-4V (HRC34) 7 Z/8A4 Waspaloy SUS304 / SUS316 =
NATHAA C-22 Hastelloy A 2738—+2/8—)b Invar Kovar I:\'E
Cﬂi‘ﬁgﬁid 50 ~ 80 m/min 30 ~ 50 m/min 20 ~ 30 m/min 40 ~ 60 m/min J\'_\'?
El#a#y %Y EE Feed (mm/min) EliEg %Y EE Feed (mm/min) EE#H %Y FEE Feed (mm/min) EEEH XY EE Feed (mm/min) K\i
Dia. of Mill Rotation ELIEI fRIE YA Rotation ELIHI I Rotation EEI RIEIE Rotation EYHI RIE A —
(min-1) Slotting Side Milling min-l) Slotting Side Milling (min-L Slotting Side Milling (min-1) 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 N
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 5
12 2,120 160 250 1,320 120 200 800 60 100 1,590 140 220 N
16 1,590 140 200 1,000 100 150 600 60 80 1,190 130 180 I~
20 1,270 110 170 800 90 130 470 40 70 960 100 150 i
25 1,010 100 150 640 80 120 380 40 60 760 90 130 =
AKX
H M) pEgm ok
I (Slotting) b~ ae:1D — (Side Milling) ?-%.D LN
Depth of Cut ?B {\1\_
| LAH Q%
ae: 0.3D A\
NS
|
JL
|
r
(&}
a

a

CMIYRI)L
(N1 R)

XTREME
PUES

B
S4vI1E

=)y
A=y
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABEFE  Tungsten Carbide

[RVDSD

LARRUIL 5DRAT FAIE—ILGE
Revo Drills 5D with Internal Coolant Supply

YEIL

— 17
\\\ @

AR )
g:{ HY unn
> RVa—7 1 v 7 (AITINR/REEE3LI00HY) ZFHE L7z, F X U HRCEEMAEGES A EO#HEIMBICERIN>Y —
— Fih142° ORLEICEN I FIRTZR.
" pHEAZe BESDT HERRRY
7 —JLNo. ER 2R BR 2%k Y —JVNo. ER 2R BR D20k
— - Tool No. Drill Dia. E’;’ﬁ;ﬂ L';';‘gtfh S Tool No. Drill Dia. E;’ﬁ;ﬂ L';';‘éfh S
B YT20128 3 75 24 3 YT20162 7.6 91 48 8
”\\ YT20129 3.2 80 32 4 YT20163 1.7 91 48 8
X YT20130 3.3 80 32 4 YT20164 7.8 91 48 8
— YT20131 34 80 32 4 YT20165 8 91 48 8
. K YT20132 3.5 80 32 4 YT20166 8.1 103 55 10
fl\; YT20133 3.7 80 32 4 YT20167 8.2 103 BB 10
EAIN YT20134 3.8 80 32 4 YT20168 8.3 103 55 10
e YT20135 4 80 32 4 YT20169 8.5 103 BB 10
A YT20136 4.2 82 38 5 YT20170 8.6 103 55 10
N~ YT20137 4.5 82 38 5) YT20171 8.8 103 BB 10
I\\_”T‘ YT20138 4.6 82 38 5 YT20172 8.9 103 55 10
Ny YT20139 4.8 82 38 5 YT20173 9 103 55 10
— YT20140 4.9 82 38 5 YT20174 9.2 103 55 10
L YT20141 5 82 38 ) YT20175 9.3 103 BB 10
|l[ YT20142 5.1 82 40 6 YT20176 9.4 103 55 10
9 YT20143 5.2 82 40 6 YT20177 9.5 103 BB 10
e YT20144 5.3 82 40 6 YT20178 9.7 103 b5 10
' YT20145 5.4 82 40 6 YT20179 9.8 103 BB 10
YT20146 5.5 82 40 6 YT20180 10 103 55 10
YT20147 5.7 82 40 6 YT20181 10.2 120 60 12
YT20148 5.8 82 40 6 YT20182 10.5 120 60 12
YT20149 5.9 82 40 6 YT20183 10.8 120 60 12
f/r-\ YT20150 6 82 40 6 YT20184 11 120 60 12
4 X YT20151 6.1 91 48 8 YT20185 11.2 120 66 12
AY YT20152 6.2 91 48 8 YT20186 11.5 120 66 12
g\\/ YT20153 6.3 91 48 8 YT20187 11.7 120 66 12
O YT20154 6.4 91 48 8 YT20188 11.8 120 66 12
YT20155 6.5 91 48 8 YT20189 12 120 66 12
ET YT20156 6.8 91 48 8 YT20190 12.1 126 12 14
ey YT20157 6.9 91 48 8 YT20191 12.5 126 12 14
22 YT20158 7 91 48 8 YT20192 12.8 126 12 14
YT20159 1.2 91 48 8 YT20193 12.9 126 12 14
YT20160 7.4 91 48 8 YT20194 13 126 72 14
YT20161 7.5 91 48 8
" , BN _. T T , Fa AR
5 P & BN 2F UL B o 1B Lot
I o) ©
|
AN
A3
o . » a SRS
® | EEYHIRG Standard Cutting Conditions
» RVD5D
PN
R =5 = ickel allo 5
» WEIH F R A& Titanium alloy ;;QQIT%SNMEOLSI:?){IB ﬁg;ﬁ:ttlf hza;eield/szta?;less steels ;tl;e/:n?: Zt;ﬁlel;i;{;—;yl/xm
. Work Material Ti-6Al-4V (HRC34) Z?;—g} él\f;szpa'l-?aysteuoy gﬂgggg E%;_#an SUS304 / SUS316
%;‘ cﬂiﬁlﬁnid 55 ~ 70 m/min 25~ 35m/min 20 ~ 30 m/min 30 ~ 40 m/min
E%—/\ BE [EIE 7214 1EEEHT-Y DY £ B3 1EEEH1-Y DkY £ [ElE5E 1EEEHT-Y DXy 2 [ElEEE 1EEEH7Y DXY B
oo . e e Sy [ Gty e e
'1\\;’]\ 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
Ak 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. l 1,910 0.05 ~0.1
L 6 2,920 0.06 ~0.11 1,325 0.06 ~0.11 1,060 0.06 ~ 0.1 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
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABFF  Tungsten Carbide

LRVD7D

LARRYI IDRAT FAILFR—ILGE
Revo Drills 7D with Internal Coolant Supply

2L

hlhf %lif BERLE

a2y RV 30° h7 2
<
RVI—7 1 > 7 (AITINR/REEE3,100HY) ZRA L7z, F 2 MRS EERMEG SR EOHEMAICHAK IV Y —-X, N3
Feim 1427:@ﬂ?li\’lﬁll@ﬂf:%ﬁ#‘ﬁﬁﬂﬁo -
bxA7e BRSO HERRRY "
Y —JLNo. EE &R BR P2k Y —JVNo. B &R BR DAL
Tool No. Drill Dia. Dueral e St Tool No. Drill Dia. Daeral e Sl 3 —
YT20195 3 81 33 3 YT20226 7.2 118 70 8 D
YT20196 3.2 92 44 4 YT20227 7.4 118 70 8 I/P\\
YT20197 3.3 92 44 4 YT20228 7.5 118 70 8 X
YT20198 3.4 92 44 4 YT20229 7.6 118 70 8 —
YT20199 3.5 92 44 4 YT20230 1.7 118 70 8 Y
YT20200 3.7 92 44 4 YT20231 7.8 118 70 8 f"?\
YT20201 3.8 92 44 4 YT20232 8 118 70 8 ESITN
YT20202 4 92 44 4 YT20233 8.1 127 80 10 —
YT20203 4.2 100 45 5 YT20234 8.2 127 80 10 o
YT20204 4.5 100 45 5 YT20235 8.3 127 80 10 NS
YT20205 4.6 100 45 5 YT20236 8.5 127 80 10 e
YT20206 4.8 100 45 5 YT20237 8.6 127 80 10 IT\?L-’
YT20207 4.9 100 45 5 YT20238 8.8 127 80 10 —
YT20208 5 100 45 5 YT20239 8.9 127 80 10 L
YT20209 5.1 100 51 6 YT20240 9 127 80 10 |l[
YT20210 5.2 100 51 6 YT20241 9.2 136 85 10 S
YT20211 5.3 100 51 6 YT20242 9.3 136 85 10 a
YT20212 5.4 100 51 6 YT20243 9.4 136 85 10 ‘
YT20213 5.5 100 51 6 YT20244 9.5 136 85 10
YT20214 5.7 100 51 6 YT20245 9.7 136 85 10
YT20215 5.8 100 51 6 YT20246 9.8 136 85 10
YT20216 5.9 100 51 6 YT20247 10 136 85 10
YT20217 6 100 51 6 YT20248 10.2 149 93 12 =
YT20218 6.1 109 60 8 YT20249 10.5 149 93 12 "R
YT20219 6.2 109 60 8 YT20250 10.8 149 93 12 AY
YT20220 6.3 109 60 8 YT20251 11 149 93 12 g\\/
YT20221 6.4 109 60 8 YT20252 11.2 155 102 12 ©
YT20222 6.5 109 60 8 YT20253 11.5 155 102 12
YT20223 6.8 109 60 8 YT20254 11.7 155 102 12 ET
YT20224 6.9 109 60 8 YT20255 11.8 155 102 12 £
YT20225 7 109 60 8 YT20256 12 155 102 12 22
s : A _ TS ; Fu h%
P o= o RFYLR ik e el HAS
© ©
L
2
i
N
|
Ny
3
~ 7 . e -
IEEEEE: Standard Cutting Conditions @
RVD7D ,
=y oy ickel allo AR TS — — R
HHIA F L vEE Titanium alloy 4 ;g:}ﬁl:}lo%SNlniolnelll7y18 ﬁg;gﬂsj hxaIeieI;ztaiﬂrzless steels :“;;eﬁ; Z‘;ﬁlel;?‘sé:l;‘/[/zﬂ &
R | el S s =
cﬂiﬁlﬁicj 50 ~ 65 m/min 20 ~ 30 m/min 15~ 25 m/min 25~ 35m/min %g
BE EEH 1EEHTY Dk 2 BN 1EEHT-Y DX 2 EIEH 1EEEHT-Y DEY £ ElEH 1[EEzdH7:Y DEY & @,\‘
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feel )
(min-t) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
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 Dii\
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 AL
5 3,185 0.056 ~0.1 1,275 0.06 ~0.1 960 0.056 ~0.1 1,590 0.06 ~0.1 T.,L
6 2,655 0.06 ~0.11 1,060 0.06 ~0.11 800 0.06 ~0.11 1,320 0.06 ~0.11 il
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 0.12~0.1
13 1,225 0.13 ~0.18 490 0.13 ~0.18 370 0.13 ~0.18 610 0.13 ~ 0. 18
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Revo Cut XTREME Series ®:MR 152 h)—L su—x ABFF  Tungsten Carbide

» LIRAY S TOXM) =LY —-XMIT—4

L

CMI> K

| RVACTONZRTRA NI

| RVACTOF 2 »&&IT

NZRFOA C-22
RVAC 610

WHIME
EATIE

F 42 &% Ti-6Al-4V
RV4C 610

WHIME
ERTE

.2
R
EC
XY

R ¥R

®in Y <F

< T

® AT 153 - SHT © N TIETR - S

fERTEM Y=yt 2 - (BT40) fE R M~y =y % — (BT40)
YIHERE 70m/min (2,230min-1) YIHERE 40m/min (1,280min-1)
- ® Y RE 470mm/min (0.052mm/t) ) BRE 270mm/min (0.0527mm/t)
I YIBIA & BIETIE £ 7> Hy b YIBIA = BIEmYIE &> hy b
Q THARS ap=15mm - de=1mm TARS ap=15mm - de=1mm
= YIHE | hE] I7—7A— YIH I HE! HAMCIEARE R 10E
REFTIN T TOIHIBERE I YIYIBEEEIX50m%& X L — XITHIL,
5T (i 50m% R L — R IH1T, 5T ACEMIERFIOER T A LED
" PHEIFHEI T, EEYU PN} | RiF, EEUPNYHELIRELT
ECRE L TRESMIAAIEE, REGTSBELRMIANTEE,
o~
EL X
AY
=
3
ET | RVBCTHRT ¥ L RIT | RVRFToOfiF % > inT
@
=2 wEIME 27> LR SUS316L wEIME #F &> TP400
FHIE RV5C 610 FEHAITE RVRF ¢10

4L
By
i
EN

ARy
K3

7 — 7 MIE

YT

& S
83 9y <
® T HELR - S © NN THER - 57
” e S =y It & — (BT40) 155 FAHE A v =y S % — (BT40)
£t YBIRE 90m/min (2,870min"1) R 80m/min (2.540min-1)
§§ i®E Y RE 760mm/min (0.053mm/t) i* Y RE 180mm/min (0.018mm/t)
YIEIA & BIEIE &7 hy b PIEIA & LSRNl k]l
N TR S Aap=15mm - de=2mm TIAR S ap=10mm - de=10mm
A5y YIH B I7—70— I ACEMELIHHA IR 104
I+
™y SR BV THELE Y P 1EIDEIAHEA K X VB
ST {i N ZIE) L EEIEREF T, 5T {f Y 35 L T H AR LT RE O
" LE L TREGMIA AL FERATRE L CREGAMAMNIN
IHIBERE L 60m Z HE{R, AR T, BRI D RIT,




Cermet End Mills Y—Xy b IVEREI)

|CE2S

HY—Xy IV RI)L 2KH
Cermet End Mills 2-Flute

n

—Z

CMIYE

hlhf IELE Tk
H=Ayh 45°  0~-0.02 2 =
Q
M EEFEIE - TP EME D IE R 12 & <L @RV HI A AT g, KX
LW FIEE Bbh o EE L. At bR, —
2RAEE A 7,
[
B
7 —JNo. HE AR &R ARZk: S
e B G | G =
YT23486 2 4 48 6 Y
YT23487 3 7 48 6 A
YT23488 i 10 60 8 X
YT23489 5 12 60 8 —
YT23490 6 12 60 8 <K
YT23491 7 16 68 10 f["{
YT23492 8 19 68 10 ESITN
YT23493 9 19 68 10 =
YT23494 10 22 73 12 S
YT23495 11 22 73 12 NS
YT23496 12 26 73 12 I:”L
N
~<
—
n j ‘ _. T3 Fa AR i
R ae e RFVLR sk SO ] fifas n
© O O a ‘
R
IEELIEY: Standard Cutting Conditions T
CE2S &
&4 28 Mold steel ng<
e lold steels w
wﬁﬂjzrim R%SM Carbon steels %ﬁgc'\l’\llll‘%/osteels ;7(,?)-;/\ E ;lgﬁj ﬂ?ta';?:h?rj; ee': " FEm Sl-éa'\;ld“%-loed steels Eg
HARDNESS ~HRC20 HRC20 ~ HRC30 HRC25 ~ HRC40 HRC41 ~ HRC50
OIRLREE 60 ~ 90 m/min 50 ~ 80 m/min 40 ~ 70 m/min 35~ 50 m/min
Cutting speed
uE [E4E2 Y HEE Bl %Y El85% Y HEE [EIE 7 Y
Dia. of Mill Rotation Rotation Rotation Rotation
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
2 9,500 ~ 14,300 190~280 8,000 ~12,700 160~250 6,400~11,100 130~220 5600~8,000 110~ 160 "
3 6,300 ~ 9,500 190 ~280 5,300 ~ 8,500 160 ~ 260 4,200 ~ 7,400 130 ~220 3,700 ~5,300 110~ 160 D
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 ’l(
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 P
6 3,200 ~ 4,800 150 ~ 190 2,650 ~ 4,200 130 ~ 210 2,100 ~ 3,700 100 ~190 1,850 ~ 2,650 90 ~ 130
7 2,700 ~ 4,100 160 ~250 2,300 ~ 3,600 140 ~ 220 1,800 ~ 3,200 110 ~190 1,600 ~ 2,300 90 ~ 130 |
8 2,400 ~ 3,500 140 ~ 220 2,000 ~ 3,100 120 ~190 1,600 ~ 2,800 100 ~ 170 1,470 ~ 2,000 80 ~ 110 I:‘
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 \i
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 fé
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 N
S
A
EHI fAIE DA
(Slotting) (Side Milling) "
o
Dot ¢ % et G %1@
2 0.2 x 2 2 3 x0.2 @\-
3 0.2 x 3 3 4.5 x 0.3 ™
4 0.2 x4 4 6 x04 .
5 03x5 5 75 x 05 o
6 03x6 m T 6 9 x06 d Ak
7 0.3 x 7 dL 7 105 x 0.7 T+
8 0.4 x8 8 12 x 0.8 _L_' ‘—\rl—[
9 0.4 x9 9 13.5 x 0.9 o
10 0.4 x 10 10 15 x1
11 0.4 x 11 11 1656 x 1.1
12 0.4 x 12 12 18 x 1.2
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STATTY Drills Series XXy T7F«1—FKUIJL 2u-x J\A X High Speed steel

)7

STT

AZyT14— />a—hk
STATTY Dirills, Non Coated

—Z

CMIVE

hlhf
HSS-CO  25°

LR AN\ N
&
_P<< YR YT ERNEARY ICERATERRZ—T4 T F UL,
i | p1~2ETH Y ok
BETE
|
X —T1
N\
i %
X 77y b ~
— Sets
AK
=N
N
ESTIY - -~ TS Scim
% — JLNo. BE SEimfa &R EBR BTE ek 2L
. 77/"&
‘QE Tool No. rill Dia. Angre Dength Lengih Longth B Tip Dia.
xio YT20745 1 50 4 6 3 0.15
N YT20746 2 50 8 12 0.2
— YT20747 3 50 10 — 3 0.3
7 YT20748 4 55 12 — 4 0.6
i YT20749 5 60 15 — 5 0.7
Q YT20750 6 90° 70 20 — 6 0.8
2 YT20751 8 80 25 — 8 0.9
' YT20752 10 90 25 — 10 1.2
YT20753 12 105 30 — 12 1.5
YT20754 16 120 35 — 16 1.9
YT20755 20 140 40 — 20 2.3
YT20756 1 50 4 6 3 0.15
2 YT20757 2 50 8 12 3 0.3
R YT20758 3 50 10 — 3 0.4
B YT20759 4 55 12 — 4 05
HS YT20760 5 120° 60 15 — 5 0.7
S YT20761 6 70 20 — 6 0.8
YT20762 8 80 25 — 8 1
wiq YT20763 10 90 25 — 10 1.2
| YT20764 12 105 30 — 12 1.4
BN YT20765 16 120 35 — 16 1.9
YT20766 20 140 40 — 20 2.3
oo e - T o FRYAE
b L BN 2FULR ok o4 e ian
- © O © O
I
Ea

hyR

h
o
N

FE
A4V ITE

V=g
dA—F—45-
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STATTY Drills Series XXy 7<1s—FUI su-x J\A R High Speed steel

[STTTIALN

A&y T« — TIAINI—
STATTY Dirills, TIAIN Coated

YEI

RS
M ) HSS-CO TIAIN 25" 2
A\ e
ol
LAY VS ERERY IEATEBRE—F 4 S FUL, KX
TIAINT—F 4 > 712 & W BEVREIM IS LRE L= UB A % RiE, —
| p1l~213 8T Y Rtk | %8560 % 1 71455 — A T, SEIB1E & Y PfENIZ120° (1% i
BTE
|
—T R
B A
77y bE ~ X
Finf —
2K
I
s i)
% —1LNo. EE SHeiafy 25 BE BETE B BE Fii |
779 ME —
Telte  oaioa MR Gl fwe Ned Sprk Moo i ¥
YT20819 1 50 4 6 3 0.25 0.06 e
YT20820 2 50 8 12 3 0.5 0.13 NG
YT20821 3 50 10 — 3 0.75 0.19 -
YT20822 4 55 12 — 4 1 0.25 2
YT20823 5 60 15 — 5 1.25 0.31 I
YT20824 6 60° 70 20 — 6 15 0.38 S
YT20825 8 80 25 — 8 16 0.4 2
YT20826 10 90 75 — 10 2 0.5 ¥
YT20827 12 105 30 — 12 2.4 0.6
YT20828 16 120 35 — 16 3.2 0.8
YT20829 20 140 40 — 20 4 1
YT20767 1 50 4 6 3 = 0.15
YT20768 2 50 8 12 - 0.2 =
YT20769 3 50 10 — 3 - 0.3 n
YT20770 4 55 12 - 4 = 0.6 Ny
YT20771 5 60 15 = B = 0.7 H
YT20772 6 70 20 - 6 — 0.8 3
YT20773 8 90° 80 25 = 8 = 0.9
YT20774 10 90 25 - 10 — 1.2 Wi
YT20775 12 105 30 = 12 = 15 ol
YT20776 16 120 35 - 16 — 1.9 £
YT20777 20 140 40 - 20 = 2.3
YT22506 25 160 45 - 25 - 2.9
YT22507 32 170 50 — 32 — 3.7
YT20778 1 50 4 6 3 = 0.15
YT20779 2 50 8 12 3 = 0.3
YT20780 3 50 10 — 3 — 0.4
YT20781 4 55 12 = 4 = 0.5 L
YT20782 5 60 15 - 5 - 0.7 2
YT20783 6 70 20 — 6 — 0.8 I\
YT20784 8 120° 80 25 — 8 - 1
YT20785 10 90 75 = 10 = 1.2 ,
YT20786 12 105 30 - 12 - 1.4 v
YT20787 15 120 35 = 16 = 1.9 s
YT20788 20 140 40 - 20 - 2.3 at
YT22508 25 160 45 — 25 — 2.9 X
YT22509 32 170 50 — 32 — 37
YT24124 1 50 4 6 3 = 0.15 &S
YT24125 2 50 8 12 — 0.3 22
YT24126 3 50 10 — 3 — 0.4 5
YT24127 4 55 12 - 4 — 0.5
YT24128 5 60 15 = 5 = 0.7 ”
YT24129 6 140° 70 20 — 6 — 0.8 B
YT24130 8 80 25 = 8 = 1 £
YT24131 10 90 25 - 10 - 1.2 By
YT24132 12 105 30 = 12 = 1.4
YT24133 16 120 35 — 16 — 1.9 o
YT24134 20 140 40 — 20 — 77 N
5
I
" A N4 _. T . FRYEE
"% Y N AFYLR # e iRk fiavas
@) O © O
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STATTY Drills Series X2y TF14—FVUJL su-x J\A X High Speed steel

[STTLS-TIALN

2By TF4— OYF v > TIAINI— K
STATTY Dirills with Long Shank, TIAIN Coated

hlthf
AN\ N

2L

LR )
8¢
_“<< YR VS ERERY IERTEBRZ—FA VIR YL, AV IS v v I 84T,
i v—nNo.  EE i 45 #E e sEiR
: 779 MR
m— Tool No. Drill Dia. Aﬁg}e E;ﬁ'ﬁ'}: L";'#;?h St Tip Dia.
N YT20830 3 30 10 3 0.3
3 YT20831 4 100 12 4 0.6
ik YT20832 5 100 15 5 0.7
- YT20833 6 150 20 6 0.8
YT20834 8 90° 150 25 3 0.9
A YT20835 10 200 25 10 1.2
N YT20836 12 200 30 12 1.5
S YT20837 16 200 35 16 1.9
g— YT20838 20 200 40 20 2.3
R YT22510 25 220 45 25 2.9
AN YT22511 32 240 50 32 3.7
N
- o 2 BEANSE =g T3 = FavEE
|l| b3 k] HRC50~ ATV LR E2373 ﬁﬂ’é‘ﬁ Ll ﬁﬁ‘fﬁﬂtﬁ%
= @© O @ O

=¥
=

B AR

Standard Cutting Conditions

i~
E- X
Y STT / STT-TIALN / STTLS-TIALN
==
2 25127 (Centering) TiAINIZ20% 7 v 7
L I\fl’df%if TLIZ)LEER
ET WHIH &R Mid steels %8l Carbon steels ABEM Aloy steels 7’U?\_si?;ﬂ §Ef% Castiron Sztail;/s?sfe(i )ﬁ{Iu;i;'l_L;m allo‘\?s
x®~ o $S400 SCM400 Prehardened steels FC250 o
£ SKI(DI-?I]?"CQOASA%'))M Nonferrous alloys
mr  EEH EUEE EER OEOEE EER EVEE  EER O EUEE  ERR O EVEE  ERR #UEE  ERR RYEE
Drill Dia Rotation | Rotation Feed Rotation | Rotation Feed Rotation i Rotation Feed Rotation Feed
(min1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-) (mm/min) (min-1) (mm/min) (min-1) (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
2 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
i 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
«X EED AT (Counter Sinking) TiAINIZ20% 7 v 7
22 B Nt
R"\ It HEIERE Mild steels %% Carbon steels B&H Aloy steels 7 U?\—Se;;ﬁ 8K Castiron Qﬁf;é’ sée% T/ilu:nimr'r?allo;’s
Mvaytgrli(al SS400 SCM400 Prehardened steels FC250 SUS304 S
, SKE)F?%'(;%‘(‘)\E'R';M Nonferrous alloys
Euﬂi EE EfRE R YEE [El¥RE * Y EE [EIE 2 ®YRE EfRE R EE [El¥EE * Y EE [EIE 2 ®YRE EEE R EE
s Drill Dia Rotation Feed Rotation Feed Rotation eed Rotation Feed Rotation eed. Rotation Feed Rotation Feed
ﬂ«a\_ (min-1) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min-1) (mm/min) (min1) (mm/min) (min-1) (mm/min)
B 1 12,700 160 12,700 160 8,000 80 3,800 30 12,700 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
N 3 4,200 160 4,200 160 2,700 80 1,300 30 4,200 350 1,300 30 6,400 320
W\QLI\ 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
“r 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
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STATTY Drills Series X&#vy7«o4—FUJL su-x EEE Tungsten Carbide

| STT-CSTIALN

B X2y T — TIAINO— b~
Carbide STATTY Drills, TiAIN Coated

2L

— -
- AN
- =in N\X h§
ol
-
R Y T ERNERYICERTEZRZ—T4 7 R, 48 60° iR — B2 b L) A 120° (R Al
Ee sl 7 LRER) LEATES | SEtA60°% 1 7t S~ BV T, SR & ) PIRII 120° (i -
U3
w_ Sl ; BF v m o FEim 8
Y —IJVNo. ER 3 2R BR E & B IR
Toine Bl T Oweal fue Neck Stark Mnor ripp -
YT20839 1 40 4 6 3 025 0.08 R\
YT20840 2 40 8 | 12 3 105 0.15 I’D\
YT20841 3 40 10 — 3 075 0.23 X
YT20842 4 L9012 | — 4 1 0.3 —
YT20843 5 60° 50 15 — 5 125 0.38 K
YT20844 6 50 20  — 6 15 0.45 prasem BT vevr B T,[‘:\
YT20845 8 60 25 — 8 1.6 0.8 v—LNo. BE T 2R ®R T R G 0 iR
YT120846 10 70 25 E— 10 2 0.6 Drill Tip  Overall Flute Neck Shank Minor A B I
YT20847 12 80 30 — 12 2.4 0.72 Tool No. Dia. Angle Length Length Length Dia. Dia. Tip Dia. {\‘§
YT20848 1 40 4 6 3 | = 0.15 YT23577 1 40 4 6 3 — 0.15 AN
YT20849 2 40 8 12 3 = 0.3 YT23578 2 40 8 12 3 | = 0.3 AL
YT20850 3 40 10 @ — 3 | = 0.45 YT23579 3 40 10 @ — 3 = 0.45 [
YT20851 4 50 12 — 4 — 0.6 YT23580 4 50 | 12 | — 4 @ — 0.6 —
YT20852 5 90° 50 15 — 5 | — 0.75 YT23581 5 120° 50 15 — 5 — 0.75 -IL
YT20853 6 50 20 — 6 — 0.9 YT23582 6 50 20  — 6 — 0.9 r
YT20854 8 60 25 — 8 | — 1.2 YT23583 8 60 25 — 8 — 1.2 9
YT20855 10 70 25 — 10 — 15 YT23584 10 70 | 25| — |10 | — 1.5 =
YT20856 12 80 30 — 12 — 18 YT23585 12 80 30 — 12  — 18 ‘
gy BEANS _. TII FEYA
pEs 2% B RFVLR ik T s i .
©) ©) O © O s
N
iR
=
o
=N
IEEEY Standard Cutting Conditions 5
t>%&1) >4 (Centering)
I\fl’df%i? TILIZILAEE
%{? SR Mild steels %8 Carbon steels A% Aloy steels ju?\je;iﬁ 8% Castiron éa’i—;n:s;/séﬂ }Alu;in_um allo'):/ls
ot $5400 S50C SCM400 S?E’Eéie"‘;gi SE?SM FC250 SUS304 o gsﬁﬁﬁoys ﬁ
EE % XYVERE  EEREER O XVEE  EEE ZVRE  EER XVERE EER XVEE EER XYRE EER XYRE 71(
Drill Dia Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed H
(min-1) (mm/min) (min-) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 25500 510 19,100 380 15,900 320 9,500 140 27,100 540 8,000 120 57,300 1,720
2 12,700 510 9,500 380 8,000 320 4,800 140 13,500 540 4,000 120 28,600 1,720 {_é
3 8,500 510 6,400 380 5,300 320 3,200 140 9,000 540 2,700 120 19,100 1,530 IR
4 6,400 510 4,800 380 4,000 320 2,390 140 6,800 540 1,990 120 14,300 1,430 R
5 5,100 510 3,800 380 3,200 320 1,910 130 5,400 540 1,590 110 11,500 1,430 &
6 4,200 500 3,200 380 2,700 320 1,590 140 4,500 540 1,330 120 9,500 1,430
8 3,200 480 2,390 360 2,000 300 1,190 130 3,400 510 990 110 7,200 1,430 .
10 2,500 450 1,900 340 1,590 290 950 120 2,700 490 800 100 5,700 1,430 Q\rl(
12 2,120 420 1,590 320 1,330 270 800 120 2,250 450 660 100 4,800 1,430 E:
N
EEY D AT (Counter Sinking)
A . FRI=HLAS B
Wuf HEEFE Mid steels BR%S Carbon steels AEH Aloy steels FYn—Fvil 3% Castiron gros, Aluminum alloys &F
Mat?erial S$S400 S50C SCM400 s?jpr:{d%;]:%j%?;n FC250 SUS304 Non;fsﬁﬁﬁoys M%—\
R [EIE - ®YRE [ElFRE * ) EE El¥EE ®YRE [EIE ®YRE [EIFEE * Y EE B2 ®YRE [EIE-2 ®YRE TN
Drill Dia Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed ENYY|
(min-) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) Y
1 25500 320 19,100 240 15,900 160 9,500 80 27,100 750 8,000 60 57,300 =
2 12,700 320 9,500 240 8,000 160 4,800 80 13,500 750 4,000 60 28,600 860 U\
3 8,500 320 6,400 240 5,300 160 3,200 80 9,000 750 2,700 60 19,100 860 o
4 6,400 320 4,800 240 4,000 160 2,390 80 6,800 750 1,990 60 14,300 860
5 5100 320 3,800 240 3,200 160 1,900 80 5,400 750 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 5700 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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Cutters Series

hya 2y-2x

Eﬁi Tungsten Carbide

|OAE2R-AL

oOV>J 7UER RIMIB7VENYE TILZHA

Pre-Machining O-Ring Dovetail Cutter for Aluminum

i
ER BE o
I —— ER INE
) /
§§
HME N
. -1/ / g
v)yo | ,\C) \ \
HE EE
ES=
FEGRERBERETEAINDLT VUENTICRERFTIMIAA Y %, 7L IH,
APROTIKICEY Hy R =5 AEY IS B TROME S (5% KIEICHIR,
RERBEL > - FMITITROERE DRI LD, BREAL LS £MIL,
JIS/AS 0V ¥ FIRIEITHT IS,
v—J)No. MUSHE #AE ER HR IR ME OEE BHR 2R IR g
e o TP ofMil  Rodws Radws Lomh Dl Dia  Langh Congh S
YT24815 | P-3 | 501 04 (02 | 28 [317]426] 6 | 60 6
YT24816 | P-4 | 85 | 04 |04 | 47 518 662 7 | 60 | 10
YT24817 | P-5 | 1247 08 05 | 7 764925 7 | 80 | 12 JIS B2401
YT24818 | G-1 | 431 04 (02 | 24 |28 391 6 | 60 6 jﬂi_ﬂ
YT24819 | G-2 | 85 | 04 04 | 47 1518662 7 | 60 | 10 | g
YT24820 | A-3 | 501 04 | 025 279 [3.22 44 | 6 | 60 6
YT24821 | A-4 | 789 0.4 | 038 434 486 627 6 | 60 8 AS568A
YT24822 | A-5 | 10.22| 0.8 | 038 | 577 635 7.76| 7 | 80 | 12
YT24823 | P-6 | 484 04 02 | 25 327 436 6 | 60 6
YT24824 | P-7 | 826 04 |04 | 42 538 68 7 | 60 | 10
YT24825 | P-8 [12.09 08 |05 | 63 | 7.89|95 7 | 80 | 12 1S B2401
YT24826 | V-1 | 56 | 04 103 | 29 [3.77 504 6 | 60 6 =
YT24827 | V-2 | 874 04 04 | 44 568 712 7 | 60 | 10 | %
YT24828 | V-3 | 146 | 08 |05 | 7.6 | 9.24 10.85| 7 | 80 | 12 | 3
YT24829 | A-6 | 487 04 | 025 251 334 452 6 | 60 6
YT24830 | A-7 | 7.67| 04 | 038 3.91 (503 644 6 | 60 8 AS568A
YT24831 | A-8 | 99 | 08 1038 521 653|794 7 | 80 | 12
" i J ’ _. T2 o FavEE
R%B ae8 mrANS RFYLR ik AN BT i~
| o |




Cutters Series Hhwvy#&X su-X #BE Tungsten Carbide

| OAE2R-SUS

oVU>J 7UER siMIA7VEAYR ATV L XA
Pre-Machining O-Ring Dovetail Cutter for Stainless Steel

23l

@@ AICrN 2
BR i oo h§
ER VR ) RS
O LT
p N 1
oM N / / N =
\ T N
5 \C; \ \ —
70 h
IR EE
2F !
I
AKX
FEAMERBLLETCELAINDG 7 UBNTICRERFMIAN v X, 27> L2, TH
AFRDTRICE Y Dy 22— AEV IS K RTROE S EEE AIRICHIR, iR
WRRBBEF S T-FMITRROEREAIREIC L DD, BmEAL LT EMWIL,
JIS/AS O ¥ 7 HRHEICHIS. =
v—JNo. MUHE #E ER HR IR ME OEE BHR 2R W g —
ia. rner inor ver. n |
o (e Type of Mil  Rotfus Rades Lomstn s D Lbagth  Centh D Stierelzid n
YT24832 | P-3 | 501] 04 [02 | 28 [3.17)426 6 | 60 6 =
YT24833 | P-4 | 85 | 04 |04 | 47 518662 7 | 60 10
YT24834 | P-5 | 1247 08 05 7 | 1.64 925 7 80 12 11s B2401 A
YT24835 | G-1 | 431] 04 [02 | 24 (282391 6 | 60 6 7%
YT24836 G-2 8.5 0.4 0.4 4.7 5.18 | 6.62| 7 60 10 | m
YT24837 A-3 501 0.4 | 025 | 2.79 | 3.22 | 44 6 60 6
YT24838 | A-4 | 7.89| 04 | 038 434 486 627 6 | 60 8 AS568A R
YT24839 | A-5 | 10.22| 08 | 038 577 635 7.76, 7 | 80 12 s
YT24840 | P-6 | 484 04 |02 | 25 327|436 6 | 60 6 1
YT24841 | P-7 | 826| 04 |04 | 42 (538682 7 | 60 10 HS
YT24842 | P-8 | 12.09| 08 |05 | 63 78995 7 | 80 12 1S B2201 =
YT24843 V-1 5.6 04 0.3 2.9 3.77 | 5.04] 6 60 6 | =
YT24844 | V-2 | 874 04 |04 | 44 568 7.2 7 | 60 10 = wing
YT24845 | V-3 | 146 | 0.8 |05 | 7.6 | 9.24 [10.85| 7 | 80 12 | A el
YT24846 | A-6 | 487 0.4 | 025 251 334 452 6 | 60 6 Ex
YT24847 | A-7 | 7.67| 04 (038 391 503|644 6 | 60 8 AS568A
YT24848 = A-8 99 | 08 [ 038 521 653 7.94 7 | 80 12
o J 5 — TII o FEYEE
P S aeH AN RFYLR i iy ¢ oihs - 3
| o | g
H
|
ARy
[N
o
P

POV §

B
S4vI1E

Y=y
I—F—7=
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Cutters Series

hya 2y-2x

oOU>J 7UER BEEFEAN—INL L TILZA

Super Finishing O-Ring Dovetail Hale Tool for Aluminum

Eﬁi Tungsten Carbide

[SHB-PCD

PCD
X
N
A
FEAEERB LR L TEAIND T VIBENTICREAR N
BAEETFRAA~N—ILAL b, TILIE, Fi2 T
BRI I CRBBL LI AR T RV E > 72
FMNIIRROER%E AIREIC,
JIS/AS OV > JHRIR 1T It
Y —JLNo. BEUNSHE AE 'R 2R D2k
Tool No. Type B Srgth Daoea Shrak
YT24849 P-3 2.97 3.5 50 6
YT24850 P-4 4.98 515 50 6
YT24851 P-5 7.44 8 50 8
YT24852 G-1 2.62 3.5 50 6
YT24853 G-2 4.98 6 50 6
YT24854 A-3 3.02 3.5 50 6
YT24855 A-4 4.66 5 50 6
YT24856 A-5 6.15 6.5 50 8
YT24857 P-6 3.07 3.5 50 6
YT24858 P-7 5.18 5 50 6
YT24859 P-8 7.69 7 50 8
YT24860 V-1 3.57 35 50 6
YT24861 V-2 5.48 5 50 6
YT24862 V-3 9.04 8 50 10
YT24863 A-6 3.14 3.5 50 6
YT24864 A-7 4.83 5 50 6
YT24865 A-8 6.33 6 50 8
) ’ _. FR AR
K% Er= ] FEANH AFYLR s
7 —% . A5052
> TVBHYAR
[E8R%8 S 5,000 (min-1)
*EYREF 150 (mm/min)
P AN—JbINT b
EYREF 5,000 (min)
YA A E ap 0.003 (mm) x5/¥2



Cutters Series Hhwvy#&X su-X #BE Tungsten Carbide

| SHB-CBN

0T 7iER BEEFAN—ILNA ~ TV LA

Super Finishing O-Ring Dovetail Hale Tool for Stainless Steel

L

CMIYE

#% (BN T
EE R?
ot KT
ul —
1 BE X
" * I
YMEMEEEL L TERING T UBNIICSEA 2 &
BELFA~—L/A b, 27V LA, TE T EEE:* _______ —— |
BN T AT LA AT T, RERUE L > 72 —
FNIIROER% ATEEIC, X
JIS/AS OV > 738812 H 55 N
|P|-<\
|
Y—No. MUE AR BE 2R R -
molte, e B Nk Qe gk A
YT24866 P-3 2.97 35 50 6 )
YT24867 P-4 4.98 5.5 50 6 =
YT24868 P-5 7.44 8 50 8 R
YT24869 | G-1 2.62 35 50 6 e
YT24870  G-2 4.98 6 50 6 N
YT24871 A-3 3.02 35 50 6 —
YT24872 | A-4 4.66 5 50 6 Z
YT24873 | A-5 6.15 6.5 50 8 [l
YT24874 P-6 3.07 35 50 6 S
YT24875 P-7 5.18 5 50 6 2
YT24876 P-8 7.69 7 50 8 |
YT24877 V-1 357 35 50 6
YT24878 | V-2 5.48 5 50 6
YT24879 | V-3 9.04 8 50 10
YT24880 = A-6 3.14 35 50 6
YT24881 A-7 4.83 5 50 6 2
YT24882 A-8 6.33 6 50 8 g
Y
S
=
()
| _ -2 3 VAL
e = BEANER 2FULR 8% 7P i e "
% HRC50~ 7 Ee 5 sas 2
| | | o |
7 —%:SUS304
L
N
i
H
|
AN
[N
o
R
R
B
R3
PTVBEHYR z
EE5S 3,000 (min) 5
*E Y REF 100 (mm/min) :
'h;
» A—LINA b 2
EYREF 1,000 (min1) BN
Y)Y iAHE ap 0.003 (mm) x5/¥X
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Cutters Series

LYV

VENMIRAYZ 28H TIAIND—
V-Groove Cutter 2-Flute, TIAIN Coated

hya 2y-2x

Eﬁi Tungsten Carbide

Ay TiAIN
VIEINT & EER Y (2L L7 RIE U L 0 BEEEERR,
BANROBEEDR 07- 2 L TAR MK Y Y ERR, BIEWT — 713 LTI A8
TIAINT =7 4 ¥ T OERERMEICK Y RE L7 INT % ER,
y—nuNo.  WE HHA AR 2R g R
Tool No. Dia. of Mil A-||:|igp|e Length Egﬁgu Stk Tip Dia.
YT24749 3 5.7 40 3 0.2
YT24750 4 7.6 40 4 0.25
YT24751 5 9.5 50 6 0.3
YT24752 6 90° 11.4 50 6 0.35
YT24753 8 15.2 60 8 0.4
YT24754 10 19 70 10 0.45
YT24755 12 22.8 75 12 0.5
o . J 5 _. I b FRVAEE
R% A& BEANM 2F LR ok o iR o
© | o | | |
VBIITAIY RS 260 BHET Sy MiE
High Spec V Mills with Tip Flat, 2-Flute
OO pehe neax” g |
B 30°  0~-002 JS5vhE
= NN - | £002

FiR7 7 v FERICHTI LAEE

s

AR,
Sl D DIERLEFEN AT S ICSEEL@MERY T % XH,
EE Y I T OMBIC HIBE WINTICNE Y 2 SH#EETE,

Fin 7 7 v b PERZE £0.02

“ o 559 S5
Y —JLNo. AE Soim A AR 2R YoV hiE 759 MB
Tool No. Dia. of Mill Apgﬁe ety Egﬁ'gatu Shark Tip Dia.

YT24170 2 4 45 4 0.2

YT24171 3 6 50 6 0.2

YT24172 4 8 50 6 0.3

YT24173 5 60° 10 50 6 0.3

YT24174 6 12 50 6 0.3

YT24175 8 16 60 8 0.4

YT24176 10 20 70 10 0.5

YT24177 12 24 80 12 0.5

YT24162 2 4 45 4 0.2

YT24163 3 6 50 6 0.2

YT24164 4 8 50 6 0.3

YT24165 5 90° 10 50 6 0.3

YT24166 6 12 50 6 0.3

YT24167 8 16 60 8 0.4

YT24168 10 20 70 10 0.5

YT24169 12 24 80 12 0.5

s AN _. TS ; Fa A%
%%B 6e8 rANE AFYLR S 0N Hife aas
© | © L o | o |




hAya 2y-x

Cutters Series

EEE Tungsten Carbide

Standard Cutting Conditions

| BEYEIRHE
YV

HEEYD (Chamfering) VNI (V-Groove Cutting)

s R Z?—"/[/2300% HEIE o

W Vel Carbogss;eal\ls steel Stalnlgsj Ss;zils 300 Ve ] Carbo; 5sst%ell\‘s steel
e 80 ~ 120 m/min 30 ~ 70 m/min iy 80 ~ 100 m/min
AE 1HHY DY & 1AL) DRV E AE 1ALY DXV E

Dia. of Mill fz (mm/t) fz (mm/t) Dia. of Mill fz (mm/t)
3 0.03 ~ 0.05 0.03 ~ 0.05 3 0.02 ~ 0.05
4 0.03 ~ 0.07 0.03 ~ 0.06 4 0.02 ~ 0.05
5 0.06 ~ 0.10 0.04 ~ 0.08 5 0.02 ~ 0.05
6 0.08 ~0.12 0.05 ~ 0.09 6 0.02 ~ 0.05
8 0.13~0.17 0.08 ~0.12 8 0.03 ~ 0.06
10 0.18 ~ 0.22 0.10 ~0.14 10 0.03 ~ 0.06
12 0.22 ~ 0.25 0.12 ~ 0.15 12 0.03 ~ 0.06

Standard Cutting Conditions

| T & BAELIEIZM
YFV

B
EERY T BIENT MEERY T LY REIMT R IFIMT
. YFVe0 O O X O X X
E
YFV 90° O O O @ O JAN
O: 84 O:3E%-#HHALICEES A EROFEVWYICERR x  Es
WEIH %M Carbonsteels —AEHEEFAE Mild steels A% Aloysteels T E$@ Tool Steels
Work Material S55C - SS# SCM - SKT - SKS - SKD
R mmY - pEmT ViInT eYEES - ABY ERY - MEMT ViIT BYRES - RBY
. yas  EERLIO pgg VEESEVO gy 1EESEVO gugy 1EESLIO guigg VEESEVO  gumy 1EESEVO
Dia. of Mill Cutting speed Feed Cutting speed Feed Cutting speed Feed Cutting speed Feed Cutting speed Feed Cutting speed Feed
(m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev)
2~4 | 20~40 OO 20~a0 OOl 20~40 002 20~30 00l 20~30 000 20~30 001
5~6 20~60 002 20~60 OO 20~60 002, 20~40 9% 20~40 0005 20~40 0201,
g~12 20~60 003 . 20~e60 092 20~60 O0OQ%. 20~40 902 20~40 OO0l 20~40 003,
HHIAA T =9 LEE Auminum Alloys §58% Castiron
Work Material ADC - AC FC - FCD
TR @Y - pENT ViIT eYEES - ABY ERY - MWEMT ViIT EYRET - RBY
s IEESLYID IEESLYD 1EEH) O 1EEH) O LIEEBEID 1EESY O
e Sl e el Som L e SR YIBEEE Eom YTHEEE Eom IRREE Eom
Dia. of Mill Cutting speed Feed Cutting speed Feed Cutting speed Feed Cutting speed Feed Cutting speed Feed Cutting speed Feed
(m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev) (m/rev) (mm/rev)
2~4  40~80 092 s0~80 992 a0~s0 00 z0~s0 092 '30~50 002 ' 30~50 00O
5~6 40~80 002 a40~s0 092 s0~s0 008, 30~e0 092 s0~60 002, 30~60 2%
g~12 40~80 O00% 40~s0 O s0~80 Ol . 30~e0 904 so~60 003 30~e0 008,

O e Ex Y EERRICEATHELTTFS L,
O PHmEERLTTE L,

=2
=

ROLT
I NAANUAIL

Fi#x

ST I ATVLR

A—=JL-

ST
IZE—F37{77I

DLCO—F+

a

CMIYRI)L
(N1 R)

XTREME
DUV

=Xy b

POV §

B
S4vI1E

Y=g
SET=5=Y
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Cutters Series hvy#® 2)-x J\A X High Speed steel

[RV-3CS

AOR—=22P 3KHA /- k

Countersink 3-Flute, Non Coated

o
HSS-CO

MEERY /N Y BRY (ICERRTRE, R TV L A B 7L I & TIREWLWHE IS G, .
PINRER DO AFLREA THMNA L v DTRARIIRE 2 IR H—CTB o v B Emit L2 X3R,
ENMERMEICL ) HEEZIZA, A X FEIBICER, / »a— &4 7,

Y —JLNo. AE SimA  GiRid 2R 2Dk
Tool No. Drill Dia. A?gpl‘e Tip Dia. E;ﬁ'gatu S
YT24757 6.3 1.6 45 5
YT24758 8 2 50 6
YT24759 10 2.5 50 6
YT24760 12.5 60° 3.2 56 8
YT24761 16 4 63 10
YT24762 20 5 67 10
YT24763 25 6.3 71 10
YT24764 5 1.5 40 4
YT24765 6 1.5 45 5
YT24766 6.3 1.5 45 5
YT24767 7 1.8 50 6
YT24768 8 2 50 6
YT24769 8.3 2 50 6
YT24770 10 2.5 50 6
YT24771 10.4 2.5 50 6
YT24772 11.5 90° 2.8 56 8
YT24773 12.4 2.8 56 8
YT24774 15 3.2 60 10
YT24775 16.5 3.2 60 10
YT24776 19 35 63 10
YT24777 20.5 3.5 63 10
YT24778 23 3.8 67 10
YT24779 25 3.8 67 10
YT24780 30 4.2 71 12
YT24781 8 2 49 6
YT24782 12.5 2.8 54 8
YT24783 16 120° 3.2 57 10
YT24784 20 3.5 59 10
YT24785 25 3.8 65 10
" , gy . FILT ; 72 8%
%%B ae8 mANE AFVLR S 0N Hife as
o | o | | o | o | o | o |

IEEENEE: Standard Cutting Conditions

RV-3CS
o) 27V LR
W Carbon steels Stainless steels ﬁﬁ FTINI=TL ADC e
Rchiiciene] » ” J254F TAFUHAF F—RFFA b cestiren Aluminum Aloy  Die Costng Aloy e S
1BERSRIA RS Ferrite Martensite Austenite
YRR
Cutting speed 20 13 6 5 4 22 42 39 28
(m/min)
' 1AB7YFEYR (mm/t)
5 0.14 0.12 0.07 0.07 0.07 0.10 0.16 0.16 0.13
10 0.18 0.16 0.07 0.07 0.07 0.12 0.19 0.19 0.16
15 0.21 0.19 0.09 0.09 0.09 0.14 0.22 0.22 0.19
20 0.24 0.22 0.09 0.09 0.09 0.17 0.25 0.25 0.22
25 0.27 0.25 0.11 0.11 0.11 0.20 0.29 0.29 0.26
30 0.31 0.29 0.11 0.11 0.11 0.23 0.33 0.33 0.29
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Cutters Series Hhvy#® 2y-x I\ X High Speed steel

[RV-3CS-A

ho>2—2>0 3HA TIANI— +
Countersink 3-Flute, TiAIN Coated

2
=
’

_ . B4 =
HSS-CO THAIN 2
B HZ
RY
AR Y /XY B Y ICEERERE, X T L X H S T L S E TIRIE WM E IS IS, . —
PINBHREROIGHRATHA AT v VRRAIRB 2R I TH O AERUL LT Z2ER,
BN-MEEMEIC L ) ISEE 02, 20X FEIBICER, TIAINO— k24 7, g
|
7 —JLNo. AE SinAA kiR 2R 2Dk X
- A
Tool No. Drill Dia. Aﬁg’le Tip Dia. f_’gﬁ';tu Sk Ir+<\
YT24786 6.3 1.6 45 5 -
YT24787 8 2 50 6
YT24788 10 2.5 50 6 R
YT24789 12.5 60° 3.2 56 8 "I“IR
YT24790 16 4 63 10 :
YT24791 20 5) 67 10 — -
YT24792 25 6.3 71 10 RQ
YT24793 5 1.5 40 4 *'E
YT24794 6 1.5 45 5 I'r“\gJ
YT24795 6.3 1.5 45 5 e
YT24796 7 1.8 50 6 i
YT24797 8 2 50 6 |
YT24798 8.3 2 50 6 Iy
YT24799 10 2.5 50 6 a
YT24800 10.4 2.5 50 6 ‘
YT24801 11.5 90° 2.8 56 8
YT24802 12.4 2.8 56 8
YT24803 15 3.2 60 10
YT24804 6.5 3.2 60 10
YT24805 9 3.5 63 10 =
YT24806 20.5 3.5 63 10 il
YT24807 23 3.8 67 10 Ny
YT24808 25 3.8 67 10 HZ
YT24809 30 4.2 71 12 3
YT24810 8 2 49 6
YT24811 12.5 2.8 54 8 Wi
YT24812 16 120° 3.2 57 10 '&JL
YT24813 20 85 59 10 o5
YT24814 25 3.8 65 10
o J 5 — T o FEYEE
pES 2% BN RFYLR i TR g A
o | o | o | o | o | "
vﬁ
Ea
|
: : - =
IEZES Standard Cutting Conditions 22
RV-3CS-A =
Al
P 25V LRE al
mguﬁ Carbon steels Stainless steels ﬁﬁ 'R':\
Work Material _ — _ Castiron .
mpwm  emem mpom O poAb TATREAR A-RTIAL
o,
Cﬂiﬁ?}%ﬁid 20 13 10 6 5 4 22 %E
(m/min) g\_
DizjcffiMill 1AHEYEYE (mm/t) ™
5 0.14 0.12 0.08 0.07 0.07 0.07 0.10 )
10 0.18 0.16 0.12 0.07 0.07 0.07 0.12 Ql'\
15 0.21 0.19 0.15 0.09 0.09 0.09 0.14 =i
20 0.24 0.22 0.19 0.09 0.09 0.09 0.17 1%
25 0.27 0.25 0.22 0.11 0.11 0.11 0.20 o
30 0.31 0.29 0.25 0.11 0.11 0.11 0.23
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Cutters Series

Ay 2y-2x

IMER(P LA~ d) RED, REOMEE T45° D CEIRY % TERRA < M ATEE,
MIVA L2 A LOERICERR. 7VI=7 LR,

Eﬁﬁ Tungsten Carbide

[BCMC

NEEERD hvE 38A 7ILZH

Internal Chamfer Cutter 3-Flute for Aluminum

' htha
30°
AN\ N

NEXE
0~-0.02

45°
( 0.05 EE
tﬂﬂﬁi 7777777 / PR
iz | 45 PR
g ‘ N
AR BHR
7 —JuNo. BE AR AE IR PR BRE BR &R AR NI
Tool No. Code o Ctne e Jute Culingfdee Nek Nk el Spenk  cuting Range
YT22499 | BCMC1.2 X 3.5 x45° 1.2 1.2 0.325 3.5 0.45 51 3 1.4~1.7
YT22500 BCMC1.2x5x45° 1.2 1.2 0.325 5 0.45 51 3 1.4~1.7
YT22501 | BCMC 1.3 x3.5x45° 1.3 45° 1.3 0.35 3.5 0.5 51 3 1.7~2
YT22502 BCMC1.3x5x45° 1.3 1.3 0.35 5 0.5 51 3 1.7~2
YT22503 BCMC 1.8 x5 x45° 1.8 1.8 0.45 5 0.8 51 3 2.3~2.6
YT22504 BCMC 2.4 x 10 x 45° 2.4 2.4 0.65 10 1 51 3 3~4
- J & - T o FE AR
e a28 BEANSE AFVLR ik iy o T Lo
| o |

| 2y

ISR+

Standard Cutting Conditions

BCMC

TJ—UME 7L

ne BEELELIL L R S A
CBtigr?g Cutting Cutting Speed Rotation Feed per Tooth
Direction (m/min) (min-1) (mm/¥)
1.2 20 7,700 0.01
1.3 N 20 7,000 0.015
18 F7YPYE 30 7300 0015
2.4 40 7,500 0.015

%Y
Feed
(mm/min)
231
315
329
338

TRE

IR




Cutters Series

NEERD Dy E 38HA X7V LB

Internal Chamfer Cutter 3-Flute for Stainless

INER(P LA~ 24) REED, REDOME T45°D CEHIRY % TEHA < fITATEE,
IV A7 LEA LOEMRBICEm, AT~ L XA,

hAya 2y-x

#®& AlICrN

EEE Tungsten Carbide

| SUS-BCMC

s

hf sEax
30°

0~-0.02

45°
‘%f” 0.05 %
MIR I /N T
A 45?\ f PR E:
- N
HE EEER
Y —JuNo. BE AE AE AR PAR BER BHE 2R WwIE NIFE
Tool No. Code No. Cpae ange % CITERE Mngth b Cengih  bia  Cutting Range
YT23497 | SUS-BCMC 1.3 x 3.5 x45° 1.3 1.3 0.2 351 0.8 50 3 1.4~4
YT23498 | SUS-BCMC 1.3 x5 x 45° 1.3 1.3 0.2 5 0.8 50 3 1.4~14
YT23499 | SUS-BCMC 2.3 X 6 x 45° 2.3 2.3 0.5 6 1.2 50 3 24~17
YT23500 | SUS-BCMC 2.3 x 8 x 45° 2.3 2.3 0.5 8 1.2 50 3 24~7
YT23501 | SUS-BCMC 2.3 x 10 x 45° 2.3 2.3 0.5 10 1.2 50 3 24~7
YT23502 | SUS-BCMC 3.8 x 8 x 45° 3.8 3.8 0.85 8 2 50 4 3.9~115
YT23503 | SUS-BCMC 3.8 x10 x 45° 3.8 45° 3.8 0.85 10 2 50 4 3.9~11.5
YT23504 | SUS-BCMC 3.8 X 15 x 45° 3.8 3.8 0.85 15 2 50 4 B~ i3
YT23505 | SUS-BCMC5 x 10 x 45 5 5 1.05 10 2.8 50 6 5.1~15
YT23506 | SUS-BCMCH5 x 15 x 45° 9 5 1.05 15 2.8 60 6 Beodl = 15
YT23507 | SUS-BCMC5 x 20 x 45° 5 5 1.05 20 2.8 60 6 5.1~15
YT23508 | SUS-BCMC 8 x 15 x 45° 8 8 1.55 15 4.8 60 8 8.1~24
YT23509 | SUS-BCMC 8 x 20 x 45° 8 8 1.55 20 4.8 70 8 8.1~24
YT23510 | SUS-BCMC 8 X 25 x 45° 8 8 1.55 25 4.8 70 8 8.1 ~24
ORGSR SimAIEAEIER N EREIIFEHNER LN,
e oy _. T = Favag
pES 2% B RFVLR ik T g A
| o | | ©

I
SUS-BCMC

J—UME: T LR [/ RE (Surface)

PR 1o bhE GEbEE  EEX
B Cutting Cutting Speed Rotation
Direction (m/min) (min-1)

1.3 5 1,500

2.3 10 1,800

3.8 Xuvhvh 10 1,100

9 20 1,600

8 20 1,000

1A%HY D
EYE

Feed per Tooth

(mm/)
0.015
0.015
0.015
0.015
0.015

*xY
Feed
(mm/min)
70
80
50
75
45

Standard Cutting Conditions

J—OME: 7L R | BE (Back Surface)

SNz
Cutting

vy AR

Cutting
Direction

i 19%Y D
YRR ElERE °OF !
Cutting Speed Rotation Feed per Tooth
(m/min) (min-1) (mm/3)
10 3,000 0.015
115 2,700 0.015
20 2,200 0.015
20 1,600 0.015
20 1,000 0.015

%Y
Feed
(mm/min)
135
125
100
75
45
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Cutters Series

#AH BRIAyE >3-k

Half Round Engraving Cutter, Short Type

hya 2y-2x

EEE Tungsten Carbide

|EGC

SEL
aeay 22
H - ;
T UNLPEEEEICH L. @RI AXFEY T %%E,
FIE 7Ty MELDY ¥ —7RA ¥ MR T, S A D EERR A B K A AT EE,
va—h&gA47,
Y —JLNo. AE 2R D2 0%k:
Tool No. Angle E;ﬁ'gatu Sg?g.k
YT23840 2 3 40 2
YT23841 3 4 50 3
YT23842 4 5 55 4
YT23843 6 60° 7 66 6
YT23844 8 9 79 8
YT23845 10 11 100 10
YT23846 12 13 100 12
YT23847 2 3 40 2
YT23848 3 4 50 3
YT23849 4 5) 55) 4
YT23850 6 90° 7 66 6
YT23851 8 9 79 8
YT23852 10 11 100 10
YT23853 12 13 100 12
N AN
P 49 2FLR %;;':




Cutters Series Ahw#H& 2y-x

EEE Tungsten Carbide

LEGCL

¥AA BRIAvE Ovy
Half Round Engraving Cutter, Long Type

NEQE
— . 128
o D
7o YLPEEREEICH L. BRMAANXFERY NI4%ER,
FEIE 7Sy MELDY v —7HRA > MR BB A DB L A AR,
AYye47,
7 —JLNo. A& AE EBR 2R Yy
Tool No. Dia. of Mill  Angle I_'Z';‘éfh ‘E;ﬁ'gatﬂ St
YT23854 3 4 100 3
YT23855 4 60° 5 100 4
YT23856 6 7 100 6
YT23857 8 9 100 8
YT23858 3 4 100 3
YT23859 4 90° 5 100 4
YT23860 6 7 100 6
YT23861 8 9 100 8
. J 5 —. TII o FEYEE
K% aeH FEANE AFYLR e A g Lot
| | o |

AR
EGC / EGCL

Standard Cutting Conditions

HHIA TIYN FKUh—FKE4 L KUEke=L KyFarry KYrez-—-n
Work Material PMMA PC PVC PP POM
Cﬂﬁgﬁid 100 ~ 200 m/min

= ElEREE

Dia. of Mill Rotation (min-1)
2 15,920 ~ 31,840
3 10,610 ~ 21,230
4 7,960 ~ 15,920
6 5,300 ~ 10,610
8 3,980 ~ 7,960
10 3,180 ~ 6,360
12 2,650 ~ 5,300
RZIMT D@ 4ME
D: ¢2.0 ~¢6.0

<

PiAHE

_> <_
Depth of Cut

MCFH4AR>
PA

0.1D X'F

RYTFLY KYRFL Y R—954F
PE PS PF

1EEHT-Y Dk &

Feed (mm/rev)

0.005 ~
0.01 ~
0.015 ~
0.02
0.03
0.04 ~
0.05 ~

D: ¢8.

—

0.01
0.015
0.02
0.03
0.04
0.05
0.06

0~¢12.0

.

0.2D LT

_f

XEGCLOR Y72 v 7L DOWT REHLZR L CITERINZHRE LEOEETERE L XY B%

50~70%REDKMEICTIFTITEAT S L,
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=
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Sagasude |
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Electroplated Tools and Diamond Tools EETE.44VIE

| YCED100

eI TR BERA A VEYRIVRIIL
Single Crystal Diamond End Mill for Brittle Materials

YEI

HiER =
H o R?
BME o KX
EREHA T EY FOBEEEL LEHIE BA:15 " —
2T 4 7PN D AR E R, X
MM O =R E N T EMM 0SB E A FEE -H - - - N "
EREYMI%ER, + 8
7o BESEOBE/FRY NI H A8, N
3‘]% —
BWE X
A
SF i
—
Y—ANo. NE AR AMR HIE 2R WIE 3K
Tolo, P e Eflecte ok Dwral  Spark R
YT24883 0.05 0.025 0.1 0.045 | 40 4 -
YT24884 0.1 0.05 0.2 0.09 40 4 §¢
YT24885 0.2 0.1 0.4 0.18 40 4 (SN
YT24886 0.3 0.15 0.6 0.27 40 4 I'\i
YT24887 | 04 | 02 0.8 036 40 4 T
YT24888 0.5 0.25 1 0.46 40 4 =
YT24889 1 0.5 2 0.9 40 4 I
YT24890 1.2 0.6 2.4 1.08 40 4 i
YT24891 15 0.75 3 1.42 40 4 a
YT24892 2 1 4 1.9 40 4 ‘
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= MBEMOBBENFHOTHIARET 22 EpBY ETOTITERCLEAL,
. KEY A X ORIEE VI, KIE#120-#10007E 5 T v & R H#170-#L40A BB L TWET,
X
2 TRy Yn
A y-iNo. BE WEE ME T 28 VY um v—iNo. EE WER #E T 2R VY um
— ToolNo. B EPFIRR ™! Gheth Lomsth Longih Diar e ToolNo. Bl FLPIER™" Cheth Longth Lemn Diar i
K YT22307 | 2 3 7 12 45 | 3 | #400 YT22369 5.6 5 | 25 30 70 6 | #120
TR YT22308 21 3 7 12 | 45 | 3 | #400 YT22370 5.6 5 | 25 | 30 70 | 6  #170
iR YT22309 2.2 3 9 14 45 3 #200 YT22371 57 5 25 30 70 6 #120
- YT22310 | 2.3 | 3 9 |14 45 3 | #200 YT22372 57 | 5 | 25 30 70 | 6  #170
S YT22311 2.4 3 9 | 14 45 3 #200 YT22373 58 5 | 25 30 70 6 #120
NS YT22312 | 25 | 3 9 |14 | 45 | 3 | #200 YT22374 58 5 25 30 70 6 #170
A YT22313 2.6 3 11 16 50 3 | #200 YT22375 59 5 25 30 70 6 #120
NV YT22314 2.7 | 3 11 | 16 50 | 3 | #200 YT22376 59 5 | 25 30 70 6 #170
— YT22315 2.8 3 11 16 50 3 | #200 YT22377 6 5 25 30 70 | 6 #100
- YT22316 2.9 = 3 | 11 | 16 50 | 3 | #200 YT22378 6 5 2530 70 | 6 #140
L YT22317 | 3 3 11 16 50 3 | #120 YT22379 6.1 5 32 35 80 8  #100
9 YT22318 | 3 3 |11 |16 50 | 3 | #170 YT22380 6.1 5 32 35 80 8  #140
E YT22319 31 3 15 19 50 4 | #120 YT22381 6.2 5 32 35 80 8 #100
y YT22320 31 | 3 | 15 | 19 | 50 | 4 | #170 YT22382 6.2 5 32 35 80 | 8 #140
YT22321 32 3 15 19 50 4 | #120 YT22383 63 5 | 32 35 80 8 #100
YT22322 32 | 3 15 | 19 | 50 | 4 | #170 YT22384 63 5 | 32 | 35 80 | 8  #140
YT22323 33 3 15 19 50 4 | #120 YT22385 6.4 5 32 35 8 8 #100
YT22324 33 | 3 | 15 | 19 | 50 | 4 | #170 YT22386 6.4 5 32 35 8 | 8 #140
3 YT22325 34 3 15 19 50 4 | #120 YT22387 65 5 | 32 35 80 8 #100
i< YT22326 3.4 3 | 15 | 19 | 50 | 4 | #170 YT22388 6.5 5 | 32 35 80 8 #140
) YT22327 35 3 15 19 50 4 | #120 YT22389 66 5 32 35 80 8 #100
g3 YT22328 35 | 3 15 | 19 | 50 | 4 | #170 YT22390 6.6 5 | 32 35 80 8 #140
° YT22329 3.6 3 15 19 50 4 | #120 YT22391 6.7 5 32 35 80 8 #100
YT22330 3.6 = 3 | 15 | 19 | 50 4 | #170 YT22392 6.7 5 32 35 80 8 #140
= YT22331 3.7 3 15 19 50 4 | #120 YT22393 6.8 5 32 35 80 | 8 #100
2o YT22332 3.7 | 3 15 | 19 | 50 | 4 | #170 YT22394 6.8 5 32 35 80 8 | #140
=5\ YT22333 3.8 3 15 19 50 4 | #120 YT22395 6.9 5 32 35 80 8 #100
YT22334 3.8 3 | 15 | 19 | 50 | 4 | #170 YT22396 6.9 5 32 35 80 8 #140
YT22335 39 3 15 19 50 4 | #120 YT22397 7 7 32 35 80 8 #100
YT22336 3.9 | 3 15 | 19 | 50 | 4 | #170 YT22398 | 7 7 32 35 80 8 #140
YT22337 | 4 3 23 26 70 4  #120 YT22399 7.1 7 32 35 80 8 #100
YT22338 | 4 3 123 26 70 | 4 | #170 YT22400 7.1 7 | 32 | 35 80 | 8  #140
YT22339 41 5 23 26 70 6 | #120 YT22401 7.2 7 | 32 35 80 8 #100
- YT22340 41 5 | 23 | 26 70 6 | #170 YT22402 7.2 7 | 32 35 80 8 #140
X YT22341 42 5 23 26 70 6 | #120 YT22403 7.3 7 | 32 35 80 8 #100
i\ YT22342 42 | 5 23 | 26 70 | 6 | #170 YT22404 7.3 7 | 32 | 35 80 8  #140
YT22343 43 5 23 26 70 6  #120 YT22405 7.4 7 32 35 8 8 #100
| YT22344 43 | 5 | 23 | 26 70 | 6 | #1170 YT22406 7.4 7 32 35 8 | 8 #140
v YT22345 44 5 23 26 70 6 | #120 YT22407 75 7 | 32 35 80 8 #100
= YT22346 44 | 5 23 | 26 70 | 6 | #170 YT22408 7.5 | 7 | 32 35 80 | 8 #140
&t YT22347 45 5 23 26 70 6  #120 YT22409 7.6 7 32 | 35 80 8 #100
i YT22348 45 5 23 | 26 10 | 6 #1170 YT22410 7.6 7 | 32 | 35 80 | 8  #140
YT22349 46 5 23 26 70 6 | #120 YT22411 7.7 7 32 35 80 8 #100
&K YT22350 4.6 = 5 | 23 | 26 70 6 | #170 YT22412 | 7.7 | 7 | 32 | 35 | 80 | 8  #140
>4 YT22351 47 5 23 26 70 6  #120 YT22413 7.8 7 | 32 35 80 8 #100
B YT22352 47 | 5 23 | 26 | 70 | 6 | #170 YT22414 | 7.8 7 | 32 | 35 80 | 8  #140
YT22353 4.8 5 23 26 10 6  #120 YT22415 7.9 7 32 | 35 80 8 #100
» YT22354 4.8 5 | 23 | 26 70 6 | #1170 YT22416 7.9 7 | 32 35 80 @ 8 #140
Bl YT22355 49 5 23 26 70 6 | #120 YT22417 8 7 32 3 80 10 #100
£¥ YT22356 49 | 5 23 | 26 70 | 6 | #170 YT22418 8 7 32 35 80 10  #140
Y YT22357 5 5 23 26 70 6  #120 YT22419 8.1 7 47 50 110 10 = #100
YT22358 5 5 23 26 10 6 | #170 YT22420 | 8.1 7 47 50 110 10 @ #140
o YT22359 51 5 | 25 30 70 6 | #120 YT22421 82 7 | 47 50 110 @ 10 = #100
N YT22360 5.1 | 5 | 25 |30 70 6 | #170 YT22422 82 7 | 47 | 50 110 10 & #140
=1 YT22361 52 5 25 30 70 6  #120 YT22423 83 7 | 47 | 50 110 10  #100
AL YT22362 52 | 5 25 30 70 6 | #170 YT22424 | 83 7 | 47 | 50 110 | 10 & #140
YT22363 53 5 25 30 70 6  #120 YT22425 8.4 7 47 50 110 10 = #100
YT22364 53 | 5 | 25 | 30 70 @ 6 | #170 YT22426 8.4 7 47 50 110 10 @ #140
YT22365 54 5 | 25 30 70 6 | #120 YT22427 85 7 | 47 | 50 110 10 #100
YT22366 54 5 25 30 70 6 | #170 YT22428 85 7 | 47 | 50 110 | 10 | #140
YT22367 55 5 25 30 70 6  #120 YT22429 8.6 7 | 47 | 50 110 @ 10  #100
YT22368 | 55 | 5 | 25 | 30 | 70 | 6 | #170 YT22430 8.6 7 | 47 | 50 | 110 | 10 | #140
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ek

y—iNo. BE BEE #E o ek VY um y—iNo. BE BEE #E o ek VY um
| e | | R [ | e W e e e I e
YT22431 | 8.7 7 47 | 50 | 110 @ 10 | #100 YT22465  10.4 7 47 | 50 110 @ 12 @ #100
YT22432 | 8.7 7 47 | 50 | 110 | 10 | #140 YT22466  10.4 7 47 | 50 | 110 | 12 | #140
YT22433 | 8.8 7 47 | 50 110 10 @ #100 YT22467  10.5 7 47 | 50 110 | 12 | #100
YT22434 8.8 7 47 | 50 | 110 | 10 | #140 YT22468 | 10.5 7 47 | 50 | 110 | 12 | #140
YT22435 | 8.9 7 47 | 50 | 110 | 10 | #100 YT22469 10.6 7 47 | 50 110 @ 12 | #100
YT22436 8.9 7 47 | 50 | 110 | 10 | #140 YT22470  10.6 7 47 | 50 | 110 | 12 | #140
YT22437 | 9 7 47 | 50 110 | 10 @ #100 YT22471 1 10.7 7 47 1 50 110 | 12 | #100
YT22438 9 7 47 | 50 110 | 10 | #140 YT22472 | 10.7 7 47 1 50 110 | 12 | #140
YT22439 9.1 7 47 | 50 | 110 | 10 | #100 YT22473 1 10.8 7 47 | 50 | 110 | 12 | #100
YT22440 9.1 7 47 | 50 | 110 | 10 | #140 YT22474 10.8 7 47 50 | 110 12 | #140
YT22441 | 9.2 7 47 | 50 | 110 @ 10 | #100 YT22475 10.9 7 47 50 | 110 | 12 = #100
YT22442 | 9.2 7 47 1 50 110 | 10 @ #140 YT22476 1 10.9 7 47 | 50 | 110 | 12 | #140
YT22443 9.3 7 47 | 50 110 | 10 @ #100 YT22477 11 7 47 | 50 | 110 | 12 | #100
YT22444 | 9.3 7 47 | 50 110 | 10 @ #140 YT22478 11 7 47 50 | 110 @ 12 | #140
YT22445 | 9.4 7 47 | 50 | 110 | 10 | #100 YT22479 ' 11.1 7 47 | 50 110 @ 12 @ #100
YT22446 | 9.4 7 47 | 50 110 | 10 @ #140 YT22480 11.1 7 47 | 50 110 | 12 | #140
YT22447 | 9.5 7 47 | 50 110 | 10 @ #100 YT22481 ' 11.2 7 47 | 50 110 | 12 | #100
YT22448 | 9.5 7 47 | 50 110 | 10 | #140 YT22482 11.2 7 47 | 50 110 | 12 | #140
YT22449 | 9.6 7 47 | 50 | 110 | 10 | #100 YT22483 | 11.3 7 47 | 50 | 110 | 12 | #100
YT22450 9.6 7 47 | 50 | 110 | 10 | #140 YT22484 1 11.3 7 47 | 50 | 110 | 12 | #140
YT22451 | 9.7 7 47 | 50 110 10 @ #100 YT22485 11.4 7 47 | 50 110 | 12 @ #100
YT22452 | 9.7 7 47 | 50 110 | 10 @ #140 YT22486 11.4 7 47 | 50 110 | 12 | #140
YT22453 | 9.8 7 47 | 50 110 | 10 @ #100 YT22487 11.5 7 47 | 50 110 | 12 = #100
YT22454 | 9.8 7 47 | 50 | 110 | 10 | #140 YT22488 11.5 7 47 50 | 110 12 | #140
YT22455 | 9.9 7 47 | 50 | 110 | 10 | #100 YT22489 11.6 7 47 | 50 | 110 | 12 | #100
YT22456 | 9.9 7 47 | 50 110 | 10 @ #140 YT22490 11.6 7 47 | 50 | 110 | 12 | #140
YT22457 10 7 47 | 50 110 | 10 @ #100 YT22491 11.7 7 47 | 50 | 110 | 12 | #100
YT22458 10 7 47 | 50 | 110 | 10 | #140 YT22492 | 11.7 7 47 | 50 | 110 | 12 | #140
YT22459 10.1 7 47 | 50 | 110 | 12 | #100 YT22493 ' 11.8 7 47 | 50 | 110 | 12 | #100
YT22460 10.1 7 47 50 | 110 12 | #140 YT22494 1 11.8 7 47 50 | 110 | 12 = #140
YT22461 1 10.2 7 47 | 50 110 | 12 @ #100 YT22495 11.9 7 47 | 50 | 110 | 12 | #100
YT22462 10.2 7 47 | 50 110 | 12 | #140 YT22496 11.9 7 47 | 50 110 | 12 | #140
YT22463 110.3 7 47 | 50 110 | 12 | #100 YT22497 12 7 47 | 50 110 | 12 | #100
YT22464 1 10.3 7 47 | 50 | 110 | 12 | #140 YT22498 12 7 47 | 50 | 110 | 12 | #140

oS V=P Jna=7y TS 2T (% RALT 4 %

Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide

Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400

©) ©) O ©) O O

IEEELEE:

I yyav Jra=7y TIIF EkrM4%
Work Material Silicon Zirconia Alumina Silicozn Nitride
78774 K YLt K YT F Y AT KT K YT
N O Z TP 2 Z TP (VY257 97) 2550 O Z %))
o #2 mEy 2VEE mm mey BVEE ps mey RVER g gey BVEE ge ey 2VEE gm gey zyss
D:ﬁ Dia HIE  Rotation (r?\?n / HIFE  Rotation (F een‘]j/ HIFE  Rotation (F:]erﬁ/ R Rotation (iﬁ?r?/ HIE  Rotation (m fiE
: Grit Size  (min-1) min)  GritSize  (min) min)  GritSize (min1) min)  GritSize (min) min)  GritSize (min)
2 #400 10,000 15 | #400 10,000 13 |#400 10,000 2 | #400 10,000 10 |#400 10,000
4 #170 7,900 13 | #170 7,900 10 |#120 7,900 2  #120 8,000 8 |#120 7,900
6 #140 5,300 10 |#140 5,300 10 |#100 5,300 2 |#100 5,300 7 | #100 5,300
8 #140 4,000 10 |#140 4,000 8 | #100 4,000 2 | #100 4,000 7 #100 4,000
10 #140 3,200 10 | #140 3,200 5 |#100 3,200 1 |#100 3,200 5 [#100 3,200
12 #140 2,700 8 | #140 2,700 5 | #100 2,700 1 #100 2,700 4 #100 2,700
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Electroplated Long Drill with Oil hole
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kx BHICREASERATAC L IcL Y, NETH RFAEBEROBE AT E T,
— RUWIMI (/v 2RT v 7) T20DDFEE DEERSNIMIAARE, £igH 7 5 v MR D TIEY ROMIICRE,
I XUV OE@ENITHEOTIENARETEZELDY FTOTITERLLLS L,
& X PRUERAG M 00 D U - M CER AT A T,
. MINIFENC EOH-CD(V =T 4 ¥ 7 RU L) ICTHEY ZHHEIT>TLEE L,
X
S IR 959 TR 555
i Y—aNo. BE #E WER HhR 2R o y-aNo. BE #E WER HHR 28R VY mE
X
— ri Machining ectroplate ective Overa an rin. ri Machining ectroplate ective Overa an rin
I ToolNo. B e e e e Dengtn D Site ToolNo. B e e e e Denth D Sie
_T\PR YT24368 | 1.25 5D 1 8.7 | 54 5 #200 YT24380  1.85 5D 1.5 12.9 58 6 #170
ESITN YT24404 | 1.25 8D 1 125 58 5 #200 YT24416 1.85 8D 1.5 18.5 64 6 #170
— YT24440|1.25 10D 1 15 60 5 #200 YT24452 | 1.85 10D 1.5 22.2 68 6 #170
aR YT24476 1.25 15D 1 21.2 | 67 5 #200 YT24488 1.85 15D 1.5 31.4 17 6 #170
Q‘E YT24512 1.25 20D 1 275 | 73 5 #200 YT24524 1.85 20D 1.5 40.7 86 6 #170
N YT24369 1.3 5D 1.5 9.1 | 55 5 #200 YT24381 1.9 5D 4 13.3 59| 6 #170
Ny YT24405 1.3 8D 1.5 13 58 5 #200 YT24417 1.9 8D 4 19 64 6 #170
— YT24441 1.3 10D 1.5 15.6 61 5 #200 YT24453 1.9 10D 4 22.8 68 6 #170
%L YT24477 1.3 15D 1.5 22.1 68 5 #200 YT24489 | 1.9 15D 4 32.3 78 6 #170
|l, YT24513 | 1.3 20D 1.5 28.6 | 74 5 #200 YT24525 1.9 20D 4 41.8 87| 6 #170
=) YT24370 | 1.35 5D 1.5 9.4 | 55 5 #200 YT24382  1.95 5D 4 13.6 59 6 #170
= YT24406 | 1.35 8D 1.5 135 59 5 #200 YT24418  1.95 8D 4 19.5 65| 6 #170
' YT24442 1 1.35 10D 1.5 16.2 62 5 #200 YT24454 1 1.95 10D 4 23.4 69 6 #170
YT24478 1.35 15D 1.5 22.9 | 68 5) #200 YT24490 1.95 15D 4 33.1 79| 6 #170
YT24514 1.35 20D 1.5 29.7 | 75 5 #200 YT24526 1.95 20D 4 42.9 88 6 #170
YT24371 1.4 gg 1.5 9.8 | 55 5 z%gg YT24383 % gg 4 14 59 6 ﬁl%g
YT24407 1.4 1.5 14 59 5 YT24419 4 20 65 6 1
ﬁA YT24443 1 1.4 10D 1.5 16.8 62 5 #200 YT24455 | 2 10D 4 24 69 6 #120
2 K YT24479 | 1.4 15D 1.5 23.8 69 5 #200 YT24491 | 2 15D 4 34 79 6 #120
F\E YT24515 | 1.4 ZOB 1.5 30.8 76 5 ﬁ%gg YT24527 %0 ZOB 4 44 89 6 zlgg
== YT24372  1.45 5 1.5 10.1 | 56 5 YT24384 | 2.05 5 4 14.3 60 6 1
= YT24408 | 1.45 8D 1.5 145 | 60 5 #200 YT24420  2.05 8D 4 20.5 66 6 #120
] YT2444411.45 10D 1.5 17.4 63 5 #200 YT24456 1 2.05 10D 4 24.6 70 6 #120
%Tf YT24480 1.45 15D 1.5 246 | 70 5 #200 YT24492 2.05 15D 4 34.8 80 6 #120
E? YT24516 %.45 ZOB 1.5 31.9 77 5 ﬁog YT24528 5(1)5 ZOB 4 45.1 91| 6 ﬁ%%g
< YT24373 1.5 5 1.5 10.5 | 56 5 7 YT24385 | 2. 5 4 14.7 80 6
YT24409 | 1.5 8D 1.5 15 60 5 #170 YT24421 2.1 8D 4 21 86 6 #120
YT24445 | 1.5 10D 1.5 18 63 5 #170 YT24457 2.1 10D 4 25.2 91 6 #120
YT24481 | 1.5 15D 1.5 265 71 5 #170 YT24493 | 2.1 15D 4 35.7 101 6 #120
YT24517 1.5 20D 1.5 33 78 5 #170 YT24529 2.1 20D 4 46.2 | 112 6 #120
YT24374 | 1.55 5D 1.5 10.8 @ 56 5 #170 YT24386 2.15 5D 4 15 80 6 #120
N YT24410 | 1.55 8D 1.5 155 | 61 5) #170 YT24422  2.15 8D 4 21.5 87 6 #120
N YT24446 | 1.55 10D 1.5 18.6 64 5 #170 YT24458 | 2.15 10D 4 25.8 91 6 #120
X YT24482 | 1.55 15D 1.5 26.3 | 72 5 #170 YT24494 2.15 15D 4 36.5 | 102 6 #120
er YT24518 1.55 20D 1.5 34.1 | 80 5 #170 YT24530 2.15 20D 4 473 | 113 6 #120
YT24375 1.6 5D 1.5 11.2 57 5) #170 YT24387 2.2 5D 4 154 8l 6 #120
| YT24411 | 1.6 8D 1.5 16 61 5 #170 YT24423 | 2.2 8D 4 22 87 6 #120
Y YT24447 | 1.6 10D 1.5 19.2 | 65 5) #170 YT24459 | 2.2 10D 4 26.4 92| 6 #120
IS YT24483 | 1.6 15D 1.5 27.2 | 73 5 #170 YT24495 2.2 15D 4 37.4 1 103 6 #120
N7 . .
®x* YT24519 | 1.6 20D 1.5 35.2 81 5 #170 YT24531 2.2 20D 4 48.4 | 114 6 #120
X YT24376 | 1.65 5D 1.5 115 57 5 #170 YT24388  2.25 5D 4 15.7 81 6 #120
) YT24412 | 1.65 8D 1.5 16.5 62 5) #170 YT24424 | 2.25 8D 4 22.5 88 6 #120
Q\Tf YT24448 | 1.65 10D 1.5 19.8 | 65 5 #170 YT24460  2.25 10D 4 27 92 6 #120
,2—“ YT24484 1.65 15D 1.5 28 73 5) #170 YT24496 2.25 15D 4 38.2 1104 6 #120
2 YT24520 1.65 20D 1.5 36.3 | 82 5 #170 YT24532 2.25 20D 4 495 | 115 6 #120
YT24377 | 1.7 5D 1.5 11.9 57 5 #170 YT24389 2.3 5D 4 16.1 82 6 #120
m YT24413 | 1.7 8D 1.5 17 62 5 #170 YT24425 | 2.3 8D 4 23 88 6 #120
%H YT24449 1.7 10D 1.5 20.4 | 66 5) #170 YT24461 2.3 10D 4 27.6 93] 6 #120
ﬁt YT24485 | 1.7 15D 1.5 289 | 74 5 #170 YT24497 2.3 15D 4 39.1 | 105 6 #120
B YT24521 1.7 20D 1.5 37.4 | 83 5) #170 YT24533 2.3 20D 4 50.6 | 116| 6 #120
YT24378 | 1.75 5D 1.5 12.2 58 5 #170 YT24390 | 2.35 5D 4 16.4 82 6 #120
1\2]\ YT24414 1 1.75 8D 1.5 175 63 5) #170 YT24426 | 2.35 8D 4 23.5 89 6 #120
AR YT24450 | 1.75 10D 1.5 21 66 5 #170 YT24462 | 2.35 10D 4 28.2 94| 6 #120
TJ\ YT24486 1.75 15D 1.5 29.7 | 75 5) #170 YT24498 2.35 15D 4 399 | 105 6 #120
:\IlT YT24522 | 1.75 @ 20D 1.5 38.5 | 84 5 #170 YT24534 2.35 20D 4 51.7 | 117 6 #120
YT24379 1.8 5D 1.5 12.6 58 5 #170 YT24391 2.4 5D 4 16.8 82| 6 #120
YT244151 1.8 8D 1.5 18 63 5 #170 YT24427 2.4 8D 4 24 89 6 #120
YT24451 | 1.8 10D 1.5 21.6 67 5) #170 YT24463 2.4 10D 4 28.8 94| 6 #120
YT24487 | 1.8 15D 1.5 30.6 76 5 #170 YT24499 2.4 15D 4 40.8 | 1061 6 #120
YT24523 1.8 20D 1.5 39.6 | 85 5) #170 YT24535 2.4 20D 4 52.8 | 118 6 #120
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Electroplated Long Drill with Qil hole
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ri Machining g6 croplate: ective Overa an rin ri Machining g6t roplate ective Overa an rin —
Tooite, Bl MEreElronted Efeetie Overal Stank  gind ToolNo. B0 ol Eepgomated Geniee Dumaan “Biae e 3
YT24392 2.45 | 5D 4 171 | 83| 6 | #120 YT24398  2.75 | 5D 4 192 | 8 6 #120 f":\
YT24428 2.45 | 8D 4 245 90| 6 | #120 YT24434 2,75 | 8D 4 275 93 6 #120 HIN
YT24464  2.45 | 10D 4 294 1 95 6 #120 YT24470 2.75 | 10D 4 33 98 | 6 #120 —
YT24500 2.45 | 15D 4 41.6 | 107 6 #120 YT24506 2.75 | 15D 4 46.7 1112 | 6 #120 S
YT24536 2.45 | 20D 4 53.9 119 6 #120 YT24542  2.75 | 20D 4 60.5 1126 | 6 #120 AN
YT24393 2.5 5D 4 175 83 6 #120 YT24399 2.8 5D 4 196 85 6 #120 ,i”ll
YT24429 2.5 8D 4 25 90 6 #120 YT24435 | 2.8 8D 4 28 93 6 #120 NN
YT24465 2.5 | 10D 4 30 95 6 #120 YT24471 2.8 10D 4 336 | 99| 6 #120 —
YT24501 2.5 | 15D 4 425 108 6 #120 YT24507 2.8 | 15D 4 476 1113 6 #120 T
YT24537 2.5 | 20D 4 95 120 6 #120 YT24543 2.8 | 20D 4 61.6 127 6 #120 Il
YT24394 1 2.55 | 5D 4 178 83 6 #120 YT24400 2.85 | 5D 4 199 | 8| 6 | #120 9
YT24430|2.55 8D 4 255 91 6 #120 YT24436 1 2.85 8D 4 285 94 6 | #120 =
YT24466 2.55 | 10D 4 306 96 6 #120 YT24472 2.85 | 10D 4 342 100 6 | #120 ‘
YT24502 | 2.55 | 15D 4 433 1109 6 #120 YT24508 2.85 | 15D 4 48.4 1114 6 #120
YT24538 2.55 | 20D 4 56.1 ' 122 6 #120 YT24544  2.85 | 20D 4 62.7 128 6 #120
YT24395 2.6 5D 4 182 | 84| 6 | #120 YT24401 2.9 5D 4 203 86 6 #120
YT24431 2.6 8D 4 26 91 6 #120 YT24437 2.9 8D 4 29 94 6 #120
YT24467 2.6 | 10D 4 312 97 6 #120 YT24473 2.9 | 10D 4 348 100 6 #120 fIA
YT24503 2.6 | 15D 4 442 1110 6 #120 YT24509 2.9 | 15D 4 49.3 1115 6 #120 2 K
YT24539 2.6 | 20D 4 57.2 |123] 6 #120 YT24545 2.9 | 20D 4 63.8 1129 | 6 #120 Q\:
YT24396 2.65 5D 4 185 84 6 #120 YT24402 2.95 | 5D 4 206 86 6 #120 =3
YT24432 2.65 | 8D 4 265 | 92 6 #120 YT24438 1 2.95 8D 4 295 | 95 6 #120 2
YT24468 2.65 | 10D 4 318 97 6 #120 YT24474 1 2.95 | 10D 4 354 101 6 #120 |
YT24504  2.65 | 15D 4 45 110 6 #120 YT24510 2.95 | 15D 4 50.1 /116 | 6 #120 ET
YT24540 | 2.65 | 20D 4 583 124 6 #120 YT24546 1 2.95 | 20D 4 64.9 1130 | 6 #120 2
YT24397 2.7 5D 4 189 84 6 #120 YT24403 | 3 5D 4 21 86 | 6 | #120 =2\
YT24433 2.7 8D 4 27 92 6 #120 YT24439 3 8D 4 30 95 6 | #120
YT24469 2.7 | 10D 4 324 98 6 #120 YT24475 | 3 10D 4 36 101 6 | #120
YT24505 2.7 15D 4 459 1111 6 #120 YT24511 | 3 15D 4 51 116~ 6 #120
YT24541 2.7 | 20D 4 59.4 1125 6 #120 YT24547 | 3 20D 4 66 131 6 #120
L
A% »yav Jra=7y TIIF 2T (% RALT A % 2
Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide K
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400 1L
©) ©) ©) ©)
Yo
([N
oz
~
)
IR Standard Cutting Conditions R

EOH-MDAQ

i
i
) vyar saz7y TIVIF [
Work Material Silicon Zirconia Alumina
ZETIL: FyamT FyamT Ky F YT ad
e 2 Z %)) (2Z3 %)) 2Z 3250 (2Z 2% \iL
= ElE Y EHE Y EEH Y EE Y Th
Drill Di Rotation Feed Rotation Feed Rotation Feed Rotation Feed N
il ia. (min-) (mm/min) (min1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) i
1.2 | 4,000 4 | 4,000 4 | 3,000 2 | 4,000 4
2 | 5,000 5 5,000 5 3,000 3 5,000 5
3 5,000 5 5,000 5 3,000 3 5,000 5
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[EOH-CD

BEU—F1>7 RUIL
Electroplated Center Hole Drill

DIA A EEe
IR +0.05
el )
BEEO VI RYILNMIgDtry2bAITE,
MR U LSEAIZ90° T, -gg@ié SR
* 0
BEE -0.02
ER
Y—iNo. B BER BR 2 »IE HE | £
ToolNo.  Dril Dia. Fefiomated W8 v St ire |
YT24548 | 6 4 20 66 6 #140 |
o SUER ILa=7 FLIF EN Tk R 1 & ‘
Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400
© © O © |
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Electroplated Tools and Diamond Tools

> R OBE CHE

| &% (Si02) Quartz

fEX ¢ Hv 800~900

> ) h DFERFRE T,
Enm 5 < TTEVETER I
BNT-H T X,

B MERMEZF O,

HFERPAEDHEIT D
SEICHEWTEREIND
=N,

B
HFL VX EERFEZE,
REARE, i &

| rna=7 (ZrO2) Zirconia

fEX : Hv 1200~1300

HEIEL €T IV IAD
FRICAY A BbRES %
TR L 7=,
HEARRE A S < . AH©
TEREICHFERAIND,
F 7o BEREAEREIC
EWHEREEARD
H-FBICHET 5,

& :

ERAA 75 b,
UHITECTERD v % —,
T=VECERRE

| 2t 1% (SisNa) Silicon Nitride

fEX @ Hv 1400~1600

SEMREZLICHA b1
B e Y EAVEEIED
FEFICHE < BERRED
MNEW, Ty vEY R
HRR—E VR EBRD

M BRETOFERIC
FERINTWS,

& -

BEBECREET YD
. EmRiE T TOME
Ben, BT B0 ER®
ek L

EEIR-41VIE

| ¥vay (S

| 712+ (Al203)

| ®its 4% (SiC)

Silicon
fEX : Hv 900~1000

BN EME & BRI %
BbH EERICBEELT
WB 70, FEEROEELR
#Me L TnERARX,
Z D, % DEENFT
BILECERINTWLS,

A& :
AVE21—RFv TP
A= VAR AN
BTG KEFEM/ SRV
mE

Alumina
f# & Hv 1400~1600

5 Iy I ADRTIHESIC
LWVREMAEb, EE
B TRLLfFEHNT
WABEYMREI IV IR

DREH,
BRI CREEFCIE AL,
e e
FbaHN o b BRI,

A& .

B EBER M CER,
TERKRY TRNILT
EI S i I A

Silicon Carbide
f#X : Hv 2200~2400
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w5 L L aMmgs
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Electroplated Tools and Diamond Tools EFEETBE.44VIE

YEIL

‘ SCD MDA / SCD-MDQ / YSCDMD

(ZIL=F+R) (B%A) (2 =p)::))

BRESAIVEVRRUIL OYY (ZILIFA/ERB/ VYA
Single-crystal Diamond Long Drill (for Alumina / for Quartz / for Silicon)

e I — A C e Mum TR mEs
R e — s ox 2T A e
XX
— AEICEBERLAVEY FZRA, SMICBESSEERAL AA4VE SR
27y 7T TRA0DDRS | RIFAEERE O/NMERNINT A ATHE, EES #0.5~08 +0
® HERLAVEY FOBFHICK Y NAEHIEEICHBRLT LAY IS, +0.01 -0.02
& SRR 1290° .
R . ) Q} = = ol—- _
— 7—7Rlc. REANA E LD &SRB, ThTh, )
§ 7L 2+ F (SCD-MDA) - &2/ (SCD-MDQ) - Y 3~ FH (YSCDMD), BEYE
n\~ PNIATIC YSCOPD (U —F 4 » 7 R JIL)IZT E==
S LY RHBEITH>TLIEE N,
_____|
AK
Ir; TR IR
= W, J\ b, W, I\ 3nY,
. et BE AF MR 28 TR Y —JNo. me 'F anm ex 7Y
NS
?,2 SCD-MDA SCD- MDQ YSCDMD  oil MaCh'I”'”g Effective Overall Shank SCD-MDA SCD MDQ YSCDMD  Dril Mac“‘,”'”g Effective Overall Shank
N 7ILIFH P > 1)av/A Dia. Depth Length Length Dia. TIVIFHA >)ayv/A Dia Depth Length Length Dia.
ul:,:'; YT24178 YT24273 — 0.3 5D 2.1 50 3 YT24187 YT24282 — 075 5D 52 50 3
— YT24197 YT24292 — 0.3 8D 3 50 3 YT24206 YT24301 — 075 8D | 7550 | 3
-+ YT24216 YT24311 — 0.3 10D 36 50 | 3 YT24225YT24320 — 0.75 10D 9 50 | 3
|ll YT24235 YT24330 — 03 15D 51 50| 3 YT24244 YT24339 — 0.75 15D | 12.7 | 60 | 3
9 YT24254 YT24349 — 0.3 /20D 6.6 50 3 YT24263 YT24358 — 0.75 20D 165 60 @ 3
= = = YT23726 0.3 = — 3 40 | 3 = = YT237350.75 — 8 40 | 3
' YT24179 YT24274 — 035/ 5D 24 50 | 3 YT24188 YT24283 — 0.8 5D | 5.6 50 | 3
YT24198 YT24293 — 035 8D 35 50 | 3 YT24207 YT24302 — 0.8 8D 8 50 | 3
YT24217 YT24312 — 035 10D 42 50| 3 YT24226 YT24321 — 0.8 10D 96 50 | 3
YT24236 YT24331 — 035 15D 59 50 | 3 YT24245 YT24340 — 0.8 15D 136 60 | 3
YT24255 YT24350 — 035 20D | 7.7 50 3 YT24264 YT24359 — 0.8 20D 17.6 60 @ 3
E = i YT23727/0.35 — 4 40 | 3 — — YT23736 0.8 — 8 40 @ 3
< YT24180 YT24275 — 0.4 5D 2.8 50 3 YT24189 YT24284 — 085 5D 59 50 3
AYX YT24199 YT24294 — 0.4 8D | 4 50 3 YT24208 YT24303 — 08 8D 85 50 3
23 YT24218 YT24313 — 04 10D 48 50| 3 YT24227 YT24322 — 0.85 10D 10.2 | 50 | 3
=) YT24237 YT24332 = 04 15D 6.8 50 3 YT24246 YT24341 = 0.85 15D 144 60 | 3
YT24256 YT24351 — 04 20D 88 50 3 YT24265 YT24360 — 0.85 20D 18.7 60 | 3
=K = = YT23728 0.4 = 4 40 | 3 = = YT23737.0.85 — 8 40 | 3
&_L YT24181 YT24276 — 045 5D 31 50| 3 YT24190 YT24285 — 0.9 5D 6.3 50 3
£ YT24200 YT24295 — 045 8D 45 50| 3 YT24209 YT24304 = 0.9 8D 9 50 3
YT24219 YT24314 — 0.45 10D 54 50 | 3 YT24228 YT24323 — 09 10D 10.8 50 | 3
YT24238 YT24333 — 045 15D 7.6 | 50 @ 3 YT24247 YT24342 — 09 15D 153 60 | 3
YT24257 YT24352 — 0.45 20D | 99 50 3 YT24266 YT24361 — 0.9 20D 198 60 | 3
= — YT23729 0.45 — 5 40 @ 3 = = YT23738/0.9 = — 8 40 | 3
YT24182 YT24277 — 0.5 5D 35 50 3 YT24191 YT24286 — 095 5D 6.6 50 3
YT24201 YT24296 — 0.5 8D 5 50 3 YT24210 YT24305 — 095 8D 95 50 | 3
~ YT24220 YT24315 — 05 10D 6 50 3 YT24229 YT24324 — 0.95 10D 114 60 | 3
X YT24239 YT24334 = 05 15D | 85 50 3 YT24248 YT24343 = 0.95 15D 16.1 60 @ 3
i\ YT24258 YT24353 — 05 20D 11 60 3 YT24267 YT24362 — 0.95 20D 209 60 | 3
= = YT2373010.5 & — 5 40 | 3 = = YT237390.95 — 8 40 | 3
| YT24183 YT24278 — 055 5D 38 50 3 YT24192 YT24287 — 1 5D 7 50 | 3
Sy YT24202 YT24297 — 055 8D 55 50 | 3 YT24211 YT24306 — 1 8D 10 50 | 3
s YT24221 YT24316 — 0.55 10D 6.6 50 3 YT24230 YT24325 — 1 10D 12 60 | 3
®x* YT24240 YT24335 — 055 15D 9.3 50 | 3 YT24249 YT24344 = 1 15D 17 60 @ 3
X YT24259 YT24354 — 0.55/ 20D 12.1 60 | 3 YT24268 YT24363 — 1 20D | 22 60 3
— — YT23731/0.55 8 — 6 40 | 3 — — YT23740 1 — 8 40 @ 3
IO YT24184 YT24279 — 0.6 5D 4.2 50 | 3 YT24193 YT24288 — 105 5D 73 50 3
D_L YT24203 YT24298 — 0.6 8D 6 50 | 3 YT24212 YT24307 — 1.05 8D 105 50 | 3
B YT24222 YT24317 — 06 10D 72 50| 3 YT24231 YT24326 — 1.05 10D 126 60 3
YT24241YT24336 = 0.6 | 156D 10.2 50 @ 3 YT24250 YT24345 = 1.05/ 15D | 17.8 60 | 3
o YT24260 YT24355 — 0.6 20D 13.2 | 60 3 YT24269 YT24364 — 1.05 20D 23.1 60 3
ZEH — — YT23732 0.6 — 6 40 | 3 — — YT237411.05| — 10 40 @ 3
=¥ YT24185 YT24280 — 065 5D 45 50| 3 YT24194 YT24289 — 1.1 5D 7.7 50 3
IH%-,‘ YT24204 YT24299 — 065 8D 65 50| 3 YT24213/YT24308 = 1.1 8D 11 50 | 3
YT24223 YT24318 — 0.65/ 10D 7.8 50 3 YT24232 YT24327 — 1.1 10D 132 60 | 3
-1\\'2'\ YT24242 YT24337 — 0.65 15D 11 50 3 YT24251 YT24346 — 1.1 15D 18.7 60 | 3
NS, YT24261 YT24356 — 0.65 20D 143 60 | 3 YT24270 YT24365 — 1.1 20D 242 1 60 | 3
T = = YT23733/0.65 — 7 40 | 3 — — YT23742 1.1 — |10 40 | 3
N YT24186 YT24281 — 0.7 5D 49 50| 3
L YT24205 YT24300 = 0.7 8D 7 50 | 3
YT24224 YT24319 — 0.7 10D 84 50 | 3
YT24243 YT24338 — 0.7 | 15D 119 60 | 3
YT24262 YT24357 — 0.7 | 20D 154 60 | 3
= = YT23734 0.7 = 7 40 @ 3
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Electroplated Tools and Diamond Tools EETE.44VIE

SCD MDA / SCD-MDQ / YSCDMD

=2
=

(ZIL=F+R) (B%A) (>VavA)

BERAAVYEVRRUIL OVY (PILSHA/BEA/>)IVAE)
Single-crystal Diamond Long Drill (for Alumina / for Quartz / for Silicon)

© TR nY S .
7 =JNo. B 5%3'\ g 2R Y 7 = No. B :,as g 28 VY E‘§
=
SCD-MDA SCD-MDQ YSCDMD il Maﬁh'gmg Effective Overall Shank SCD-MDA SCD-MDQ YSCDMD il Maﬁh‘gmg Effective Overall Shank "2
TILIFHA ot $Uaf  Dia.  peyh Length Length Dia. 7L F A peET:] YUY Dia.  peyy Length Length Dia. —
YT24195 YT24290 — 1.15| 5D | 8 50 3 YT24196 YT24291 — 1.2 5D 84 50 | 3 i
YT24214 YT24309 — 1.15 8D | 115 60 | 3 YT24215 YT24310 — 12 8D 12 60 | 3 &
YT24233 YT24328 — 1.15 10D | 138 60 | 3 YT24234/YT24329 — 1.2 10D 144 60 @ 3
YT24252 YT24347 — 1.15 15D | 195 60 | 3 YT24253 YT24348 — 1.2 15D 204 60 | 3 —
YT24271 YT24366 — 1.15/ 20D | 253 60 | 3 YT24272 YT24367 — 1.2 20D 26.4 60 | 3 S<
— — YT237431.15] — 10 40 | 3 — — YT2374411.2 @ — |10 40 @ 3 N
|r|-<\
—
B A D= Jraz=7y TIIF ZEhT MR RAET A %R
Work Material Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide 2 X
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400 TP-\:
SCD-MDA 72 7+H O B
SCD-MDQ &%/8 © —
YSCDMD >~V a~H @ RE
R
N
NS
—_—
IEEZIEE Standard Cutting Conditions 4
SCD-MDA / SCD-MDQ / YSCDMD
a

a

HEIME E 3 vyay TS
Work Material Silicon Alumina
70754 Ky AmT KyumT Ky AmT |
Machining Program (RTv7) RFv7) (RFv7)
‘ EE [El3RE EYEE tYVARE  EER EYVEE YVARE  EER RYEE IVAKRE =
Drill Dia Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut 2 K
(min-1) (mm/min)  (mm/1pass) (min-t) (mm/min)  (mm/1pass) (min-1) (mm/min)  (mm/1pass) N \:
0.3 | 5,000 50 0.05 | 5,000 50 0.02 | 5,000 50 0.02 23
0.5 | 3,000 50 0.05 | 3,000 50 0.02 | 3,000 50 0.02 ©
0.8 | 3,000 50 0.05 | 3,000 50 0.02 | 3,000 50 0.02
1.2 | 3,000 50 0.05 | 3,000 50 0.02 | 3,000 50 0.02 ;Tf

L
B
X
|
H

BHEREAIVESR U=FTa VIRV

Single-crystal Diamond Center Drill |

o
mm - (139N
- . Kt EEAE o
ﬂ aE L& +001 2
= A @ — i
d X
HERLAVELFAYZFYAMMIMOLY 2 6HIE, ﬁ,fj]a\%ﬁ SRR EL
MR U LSERAIZ0° T, : 0 =
[EES -0.02
[ o E
y—iNo. EE ETE &8  E © JL T )g--——- :
Tool No. Dril Dia. ek Overal Shank HIE &
YT23745 1 8 40 3 2R =
T+
=3 SYEN SRS TS B % R A & N
Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide 1
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400
© © ©
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Electroplated Tools and Diamond Tools EFEETBE.44VIE

e 2y TRREBERUIL
Electroplated Diamond Tap Drill for Brittle Materials

2
=

=X
DIA oo
SK3 Gx 5

RS
= 0
- BfE +£0.05 S151%-0.02
- — ]
B SN\ J
Pj BE
- BiE -
K
X
|
;F‘ L7 Iy I RPAERE EQREEMEIDH A CIITH O F7UNTIC&E,
T mEERL—<> vy (BEE) ORBICKY) BELGFrvF YV ERELAMIZER,
ST RV REERERA LN Y IVINIIC CTERR R,
|
SN
AN Y —JL No. BRZY 74X ER BER BRE ®BTFR 22k »wiIiR FLEE
R, Tool No. Thread Size Drill Dia.  Flefopioted  Tvead  Neek,  Diemh S ine
T YT25018 M2 x 0.4 BB 1.6 3 11 12 55 3 #140
s M2.5 x 0.45 A
| YT25019 M2 x 0.4 ~UH— 2.1 3 12 13 60 3 #140
m No.3-48 /A
= YT25020 M2.6 X 0.45 A 2.2 3 12 13 60 3 #140
YT25021 No.4-40 B 2.3 3 13 14 60 3 #120
' YT25022 M3 x 0.5 BB 2.5 3 13 14 60 3 #120
YT25023 | M22 X OIS~UT—RA 96 3 15 16 60 3 #120
YT25024 | NI25 2045~ T b 2.8 3 15 16 60 3 #120
ﬁ,\ YT25025 M3 x 0.5 ~UH— A 3.1 5) 17 19 70 4 #120
gL X YT25026 M4 x 0.7 BB 3.3 5 19 21 70 4 #120
D{\\: YT25027 No.8-32 B 34 5 19 21 70 4 #120
5" YT25028 No.10-24 B 3.9 5 21 23 70 4 #120
M5 x 0.8 FH
‘ YT25029 M4 X 0.7 ~UH— kF 4.2 5 21 23 80 6 #120
§r|< YT25030 M6 x 1.0 BB 5 5 25 27 80 6 #120
E: YT25031 1/4-20 A 5.1 5 25 27 80 6 #120
<N YT25032 M5 x 0.8 ~UH— A 5.2 5 25 27 80 6 #120
YT25033 M6 X 1.0~ Y — A 6.3 ) 30 33 80 8 #120
YT25034 5/16-18 A 6.6 5 30 33 80 8 #100
YT25035 M8 x 1.25 A 6.8 B 32 35 90 8 #100
YT25036 3/8-16 8 7 35 38 90 10 #100
YT25037 M8 x 1.25 ~UH— 8.4 7 3B 38 90 10 #100
YT25038 M10 x 1.5 F 8.5 7 35 38 90 10 #100
J,; YT25039 7/16-14 B 9.4 7 40 45 95 10 #100
>|< YT25040 M10 x 1.5 ~UH—+H 10.5 7 42 47 100 12 #100
E
I A& DYER spna=7y TS EN 2k R A &
AN Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide
t_: Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400
2L
» @) @) A O @) O
)
P 5 5 e
R EE RIS Standard Cutting Conditions

YIARD

mj
Bx B gna=y FAIF RIT 1%
™ Work Material Zirconia Alumina Silicon Carbide
N 7055 4L F YT Ky F YT F YT
?J\L Machining Program I YRF97) I Y2F97) I Y2F97) (I YRT97)
= EE Bk EVEE YIVARE EER RYEE YAZE  EEHR RYEE VAR EERER REYEE YYAKRE
|\'i|\ Dluﬂ Dia Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut
e : (min-1) (mm/min)  (mm/1pass) (min-1) (mm/min)  (mm/1pass) (min1) (mm/min)  (mm/1pass) (min1) (mm/min)  (mm/1pass)
16 10000 5 - 110000 1 - 12000 3 - | 6000 1 -
25 | 8900 5 - 8900 1 - 8900 5 - 3900 1 2
33 | 6800 5 - | 6800 1 - | 6800 5 - | 2900 1 -
5 | 4,500 5 = | 4,500 1 = | 4,500 4 = 1,900 1 =
6.8 | 3,300 3 - | 3,300 1 - | 3,300 3 - | 1,400 1 -
8.5 4,900 3 = 4,900 1 = | 4,900 2 - | 1,200 1 -
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Electroplated Tools and Diamond Tools

L

e EEX A VEV R E YT

Electroplated Diamond Tap for Brittle Materials

CMIYE

EEAE
sk3 DIA “xops =
BE o B
NI, 14 =
Py /8/711 —
T -0.02 "
BEE —ummmel— } &
1
ace| | -
BETE X
£R A
Ik
X
|
€7 Iy I RPARL EDMEEMEO DA LINTICRE, K
CLFRRIC &R TR Yy TROMI AR T, REGEEH, TR
RYZV TR AR SA VT Y Ty A E BRI & B~ U HILINTIC CEMRTE, =i
|
BE /& 7 —JL No. O X Ey F EE HlR HBTR 22 iR RLEE N
Series / Application Tool No. Size X Pitch Drill Dia. [Qgeg?g L’:sgrh E;ﬁ;u ng;\;k Gsr:?g S—E
YT24971 M2 x 0.4 1.5 4.82 6.5 70 6 #270 N
YT24972 M2.5 x 0.45 1.9 6.3 8.3 70 6 #270 —
YT24973 M2.6 x 0.45 2.05 6.3 8.3 70 6 #270 L
YISD YT24974 M3 x 0.5 2.35 8 10 70 6 #270 L
X— b LE YT24975 M4 x 0.7 3.1 10.5 12.4 70 6 #270 Q
YT24976 M5 x 0.8 4 12.8 14.7 80 6 #230 o
YT24977 M6 X 1 4.8 16 17.9 80 6 #230 ‘
YT24978 M8 x 1.25 6.5 20 21.8 80 8 #230
YT24979 M10 x 1.5 8 25.5 27.3 80 10 #230
YT24989 No.3-48 1.85 7.4 9.4 70 6 #270
YT24990 No.4-40 2 8.9 10.9 70 6 #270
YT24991 No.5-40 2.3 10.2 12.2 70 6 #270 =3
YT24992 No.6-32 2.45 12.7 14.7 70 6 #230 YR
YISD YT24993 No.8-32 3 12.7 14.7 70 6 #230 AY
2=7744RLCHE  YT24994 No.10-24 3.4 16.9 18.9 80 6 #230 S
YT24995 1/4-20 4.5 20.3 22.3 80 6 #230 S
YT24996 5/16-18 5.9 22.6 24.6 80 8 #230 ,
YT24997 3/8-16 7.3 25.4 27.4 80 8 #230 =T}
YT24998 7/16-14 8.4 30.8 32.8 80 10 #230 B
YT24980 M2 x 0.4 2 4.3 6.5 70 6 #270 =D
YT24981 M2.5 x 0.45 2.5 6.3 8.3 70 6 #270
YT24982 M2.6 x 0.45 2.6 6.3 8.3 70 6 #270
YISDH YT24983 M3 x 0.5 2.9 8 10 70 6 #270
. . YT24984 M4 x 0.7 4 10.5 12.4 70 6 #270
A¥¥—taLA  y124985 M5 x 0.8 5 128 147 80 6 #230
YT24986 M6 x 1 6 16 17.9 80 8 #230 .
YT24987 M8 x 1.25 8 20 21.8 80 8 #230 3
YT24988 M10 x 1.5 9.9 25.5 27.3 80 10 #230 %
B
‘ oS syay Jra=7y TS EYZE Ribr 4 & ‘ |
Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide Y
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400 ”\:
27,
| © © © © © A | g

&’
| HAETHI4 Standard Cutting Conditions +§—|§

B
B
M sna=7y FILIF RAbT A % £
Work Material Zirconia Alumina Silicon Carbide
Ma?ﬁﬂngyzoé‘ram ~U B LR ~Y AR ~Y AR ~YHLER o
HUR [ElRE EYEE VAR EEK REYVEE YVARE EER RYEE YAZE  EEHR RYEE YYRARE ;ll\
Thread Dia. Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut | &
(min-1) (mm/min)  (mm/1pass) (min-1) (mm/min)  (mm/1pass) (min-1) (mm/min)  (mm/1pass) (min-1) (mm/min)  (mm/1pass) :\ILI
M2 10,000 40 0.01 | 10,000 20 0.01 | 10,000 40 0.01 | 10,000 15 0.01
M3 10,000 200 0.01 | 10,000 60 0.01 | 10,000 200 0.01 6,800 50 0.01
M4 10,000 300 0.01 | 10,000 80 0.01 | 10,000 300 0.01 5,200 60 0.01
M5 7,900 300 0.02 7,900 80 0.02 7,900 300 0.02 4,000 60 0.01
M6 6,600 500 0.02 6,600 100 0.02 6,600 500 0.02 3,300 80 0.02
M8 4,900 500 0.02 4,900 150 0.02 4,900 500 0.02 2,500 100 0.02

102



Electroplated Tools and Diamond Tools EFEETBE.44VIE

YEIL

BER 2y TFANEBERYIL
Electroplated Diamond Tap Drill for Carbide

DIA EEAE

3 +0.05
(2 sk3 DA oo
RS
i A9
B
— _ —
- |
2V
A
1N
X BR
— HTER
r 2E
Bin
NS BEMEO®H R U0 FRINTICSE,
NN HERETOR b L — MERRICK Y ERIMORE L 72T A b,
AEA RV Ty 2EEFERLE P Y VINTIIC TERREE.
|
Ny
i Y=L No. BAXy7¥4X EBE BER #& HFR &8 & HE
4 Tool No. Thead Sie Gl g T (N2 I NS et
= YT25041 M2 x 0.4 A 14 3 7 12 45 3 #200
M2.5 x 0.45 A
' YT25042 No.3-48 f 1.85 3 7 12 45 3 #140
YT25043 M2.6 x 0.45 A 1.95 3 7 12 45 3 #140
YT25044 No.4-40 A 2.05 3 9 14 45 3 #140
YT25045 M3 x 0.5 A 2.3 3 9 14 45 3 #120
= YT25046 No.5-40 A 2.4 3 9 14 45 3 #120
P YT25047 No.6-32 2.55 3 11 16 50 3 #120
ﬂ_z YT25048 M4 x 0.7 A 3.1 3 15 19 50 4 #80
’DK YT25049 No.8-32 A 3.2 3 15 19 50 4 #80
= YT25050 No.10-24 F 3.6 5 17 21 55 4 #80
YT25051 M5 x 0.8 A 4 5 17 21 55 4 #80
i YT25052 M6 X 1.0 A 4.8 5 23 26 70 6 #80
= YT25053 1/4-20 8 4.9 5 23 26 70 6 #80
E? YT25054 5/16-18 A 6.35 5 28 32 75 8 #80
g YT25055 M8 x 1.25 A 6.55 5 31 35 75 8 #80
YT25056 3/8-16 BB 7.8 7 34 38 80 8 #80
YT25057 M10 x 1.5 8.3 7 34 38 85 10 #80
YT25058 7/16-14 A 9.15 7 38 42 90 10 #80
I4
EN
i BE STER, Snazy FhSF Bby (% Rl A % 2
By Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide Tungsten Carbide
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400 Hv 1000 ~ 1800
[N © © © © ©
1N
= IIEEZLEY: Standard Cutting Conditions
o YIKD
R

I HERE

Work Material Carbide

i n
Eg A ~Y 5L
B _— EES EUBE YYRARE  MINE
- Drill Dia. Rotgtion Feed Depthof Cut  Hole Dia.
/) (min-1) (mm/min)  (mm/lpass) (mm)
?LI\ 1.4 10,000 20 0.02 1.6
T_,'\ 2.3 10,000 30 0.02 2.5
N 3.1 10,000 30 0.02 3.3
1L 4 7,900 30 0.02 4.2
4.8 6,600 30 0.02 5
6.55 4,900 30 0.02 6.75
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L

BRER BB VEYREY T
Electroplated Diamond Tap for Carbide

CMIYE

DIA —
SK3 % AR
HD
RS
|
MH| oy
i RS w
= oo &8
DS-I_-Ii —
e ————— B 5
2
EER i
BTE -—
£ 3%
BEM 057 LT ICRE, R
RIFRARICL VIERETE v 7ROIMIH AT, R0 % ER,
RYZVTEVERRTSAVT 4 Ty Kin £ SHRRHIEIERE 12 & 2~ HLIITIC CTERAREE, =
NS
i
NE/ AR Y- No. WUxEvF BE BEE BFR 2k #w/I&  HE I
Series / Application Tool No. Size x Pitch Drill Dia. E'eﬁgggt'ﬁted L@ﬁg‘h E;ﬁ;u Sl Crind = —
YT24999 M2 x 0.4 1.5 4.8 6.5 70 6 #270 |
YT25000 M2.5 x 0.45 1.95 6.3 8.3 70 6 #2170 &
YT25001 M2.6 x 0.45 2.05 6.3 8.3 70 6 #270 a
YIUD YT25002 M3 x 0.5 2.35 8 10 70 6 #270 ‘
X—Fda L YT25003 M4 x 0.7 3.1 10.5 12.4 70 6 #270
YT25004 M5 x 0.8 4 12.8 14.7 80 6 #230
YT25005 M6 x 1 4.8 16 17.9 80 6 #230
YT25006 M8 x 1.25 6.5 20 21.8 80 8 #230
YT25007 M10 x 1.5 8 25.5 27.3 80 10 #230 2
YT25008 No.3-48 1.85 7.4 9.4 70 6 #270 "
YT25009 No.4-40 2 8.9 10.9 70 6 #270 N
YT25010 No.5-40 2.3 10.2 12.2 70 6 #270 g:
YT25011 No.6-32 2.45 12.7 14.7 80 6 #230 S
YIUD YT25012 No.8-32 3 12.7 14.7 80 6 #230
2774 LH YT25013 No.10-24 3.4 16.9 18.9 80 6 #230 Wi
YT25014 1/4-20 4.5 20.3 22.3 80 6 #230 wl
YT25015 5/16-18 5.9 22.6 24.6 80 8 #230 £
YT25016 3/8-16 7.3 25.4 27.4 80 8 #230
YT25017 7/16-14 8.4 30.8 32.8 80 10 #230
L
N
‘ A TR SIEES TS 2% PRk 2 ‘ T
Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide Tungsten Carbide o
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400 Hv 1000 ~ 1800
| © © © © o | .
S
IEEELEE: Standard Cutting Conditions A
YIUD I
a4
I
HHIH B
Work Material Carbide
- 3
Ma(ir?ngr—’jroé‘ram AUV | E
_ . e &
(min-1) (mm/min)  (mm/1lpass) 1\';,\
M2 10,000 20  0.01 IS
M3 10,000 60 0.01 ﬂ\
M4 10,000 80 0.01 BN
M5 7,900 100 0.02 i
M6 6,600 150 0.02
M8 4900 200 0.02
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2L

BER A YV IRITT
DYSACK Square for Carbide
4 am DA 0
K8 = X
— =
U]
B
n [ — I\’(\ﬂ —
— o Q S ﬁog
X mal - E N
N 2R
X
—
AK
D
iy
- BEAS X4 APEAOEEENTHIL, )
s TEomEYAEZERL TREVWVEEZEEFERICMHELIT 2 Z EA AR,
N
1N
— V=) No. EfE BER 2R IR HIEE
'lL Tool No. Drill Dia Electroplated ~ Overall Shank Grind
M . - Length Length Dia. Size
Q YT25059 0.6 2 50 4 a#E
e YT25060 0.8 2 50 4 Ba
4 YT25061 | 1 3 50 4 Ba
YT25062 1.5 3 50 4 Ba
YT25063 2 4 50 4 o=
YT25064 3 6 60 6 BE
YT25065 4 8 60 6 BE
E YT25066 5 8 60 6 Ba
b= YT25067 = 6 10 60 6 &L
AY YT25068 8 10 70 10 Ba
g: YT25069 10 10 70 10 G =)
o
=N
&> ‘ sra=7y TS s ‘
SO Zirconia Alumina Tungsten Carbide
Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1000 ~ 1800
e O o |
I
2
iy
E

= IIEETEY: Standard Cutting Conditions

27,

i
X YIDD
alX HEIH e
:\L Work Material Carbide
=
" BE EEH RUEE  YYARE
ol b2 R(?Tt1?rt\i'?)n (mrF:/ergin) ?nizgr/]l()pfacsg)t
i 1 10,000 80 -
Er 3 10000 100 -
AN 6 5300 100 -
10 3,150 100 .
o
Nt
T
N
-
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M %

R A1y IR—IL
DYSACK Ball for Carbide

DIA —
B mw %
1] mam HD
s
E(\ﬂ 8 |
o
v g J\_E
z°9 B
‘ |
X
N
TEE T ?
BTE —
2k AKX
\F\
R
BEAE A ZAMEAOLEFEMTIATE, .
BRI - FEBRE A & DIRTHR Z EFEmICH L5 2 & A ATRE, R
NG
% —JL No. R TB&ERE BTR £ »w/& HE -
— Radius  Electroplated  Neck Overall  Shank Grind il
. Length Length Length Dia. Size mn
YT25070 0.3 2 3 50 4 BE 9
YT25071 0.4 2 3 50 4 B =
YT25072 | 0.5 3 4 50 4 ) \
YT25073 0.75 3 4 50 4 [y
YT25074 4 5 50 4 =)
YT25075 1.5 6 8 60 6 =
YT25076 2 8 10 60 6 B
YT25077 2.5 8 10 60 6 ‘e 2
YT25078 | 3 10 12 60 6 Eh YR
YT25079 4 10 12 70 10 b=y A Y
YT25080 5 10 12 70 10 BE 23
O
=
Sha=7r T3S fBIE 2
Zirconia Alumina Tungsten Carbide <N
Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1000 ~ 1800
O @) ©
L
B
i
N

IEEELEE: Standard Cutting Conditions NS

YIOD <
~X
wH it &l
Work Material Carbide :\L
e
" EEH  ZUEE 992 g
Radius Rotation Feed Depth of Cut
(min-1) (mm/min)  (mm/1pass)

0.3 10,000 150 0.005
0.5 10,000 200 0.005

TiEhfetd

1 10,000 300 0.005
2 7,900 300 0.005
3 6,600 300 0.01 o
5 3,200 300 0.01 li:\
1+
N
L
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|ED-EM-QC

BEIVEIIIL EARVY hEAT
Electroplated End Mill, Bottom Slit Type

YEIL

bS]
= DIA “+op5
= SK3 i =0
of
XY 7 Iy IRPARE WS IEEMROBBINT (ABE-E K7y bR E) ICRE,

— HE9TEME, 2D~15DE TFA v F v 7,
ux MR #325 0 bkt EAIT,

& RMIE#2TOL T IESTAEMTICEL CWET,

— - Y = NoAAREBEINTWVWS & ZAIRBIERTT
N\ W
A Y N o IR TR BETR & WE
X )

— #120 #140 #170 #200 #230 #210 #325 #400 #600 P, Leeh  Neck  Dverall - Shank
K — — — — — — YT22540 YT22541 YT22542 0.3 h4 1.5 40 3
TPQ = — — — — — YT22543 YT22544 YT22545 0.3 h4 3 40 3
i — — — — — — YT22546 YT22547 YT22548 0.4 h% 1.5/ 40 3

— — — — — — — YT22549 YT22550 YT22551 0.4 LS 3 40 3
B — — — — — — YT22552 YT22553 YT22554 0.4 h4 45 40 3
\\_n}: = — — — — — YT22555 YT22556 | YT22557 0.4 h4 6 40 3
N — — — YT22558 YT22559 YT22560 YT22561 YT22562 YT22563 0.5 h4 1.5 40 3
INR = = = YT22564 YT22565 YT22566 YT22567 YT22568 YT22569 0.5 h4 3 40 3

__L — — — YT22570 YT22571 YT22572 YT22573 YT22574 YT22575 0.5 h4 45 40 3

| — — — YT22576 | YT22577 YT22578 YT22579 YT22580 YT22581 0.5 h4 6 40 3
m — — — YT22582 YT22583 1 YT22584 YT22585 YT22586 YT22587 0.5 h% 8 40 3
= — — — YT22588 YT22589 YT22590 YT22591 YT22592 YT22593 0.6 h4 15 40 3
— — — YT22594 YT22595 YT22596 YT22597 YT22598 YT22599 0.6 h4 3 40 3

' o = = YT22600 YT22601 YT22602 YT22603 YT22604 YT22605 0.6 h4 45 40 3
— — — YT22606 YT22607 YT22608 YT22609 YT22610 YT22611 0.6 h% 6 40 3

— — — YT22612 YT22613YT22614 YT22615/YT22616 YT22617 0.6 h% 8 40 3

— — — YT22618 YT22619 YT22620 YT22621YT22622 YT122623 0.7 h4 15 40 3

— = = = YT22624 YT22625 YT22626 YT22627 YT22628 YT22629 0.7 h4 3 40 3
i ~ — — — YT22630 YT22631 YT22632 YT22633 YT22634 YT22635 0.7 h4 45 40 3
ﬁ\rf — — — YT22636 YT22637 YT22638 YT22639 YT22640 YT22641 0.7 h4 6 40 3
HZ — — — YT22642 YT22643 YT22644 YT22645 YT22646 YT22647 0.7 h% 8 40 3
= — — — YT22648 YT22649 YT22650 YT22651 YT22652 YT22653 0.8 2 2 40 3
— — — YT22654 YT22655 YT22656 YT22657 YT22658 YT22659 0.8 2 4 40 3

i = o = YT23480 YT23481 YT23482 YT23483 YT23484 YT23485 0.8 2 6 40 3
= — — — YT22660 YT22661 YT22662 YT22663 YT22664 YT22665 0.8 3 8 40 3
EQ — — — YT22666 YT22667 YT22668 YT22669 YT22670 YT22671 0.9 2 2 40 3
g — — — YT22672 YT22673 YT22674 YT22675/YT22676 YT22677 0.9 2 4 40 3
= = = YT22678 YT22679 YT22680 YT22681 YT22682 YT22683 0.9 2 6 40 3

— — — YT22684 YT22685 YT22686 YT22687 YT22688 YT22689 0.9 3 8 40 3

— — — YT22690 YT22691 YT22692 YT22693 YT22694 YT22695 0.9 3 10 50 3

YT22696 YT22697 YT22698 YT22699 YT22700 YT22701 YT22702 — — 095 2 3 40 3
YT22703YT22704 YT22705 YT22706 YT22707 YT22708 YT22709 — — 095 2 6 40 3

), YT22710 YT22711 YT22712 YT22713 YT22714 YT22715 YT22716 — — 095 3 9 40 3
B YT22717 YT22718 YT22719 YT22720 YT22721 YT22722 YT22723 — — 095 5 12 50 3
’f YT22724 YT22725 YT22726 YT22727 YT22728YT22729 — YT22730 YT22731| 1 2 2 40 3
E YT22732 YT22733 YT22734 YT22735 YT22736|YT22737 — YT22738 YT22739| 1 2 4 40 3
YT22740 YT22741 YT22742 YT22743 YT22744|YT22745 — YT22746 YT22747 1 2 6 40 3

| YT22748 |YT22749 YT22750 YT22751 YT22752|YT22753 = YT22754 YT22755] 1 3 8 40 3
I{ﬁ YT22756 YT22757 YT22758 YT22759 YT22760 YT22761 — YT22762 YT22763 1 3 10 50 3
2 YT22764 YT22765 YT22766 YT22767 YT22768|YT22769 — YT22770 YT22771| 1 5 12 50 3
f} YT22772 YT22773 YT22774 YT22775 YT22776|YT22777 — YT22778 YT22779| 1 5 15 50 3
YT22780 | YT22781 YT22782 YT22783 = = — — — 145 2 3 40 3

x YT22784 YT22785 YT22786 YT22787 — — — — — 145 2 6 40 3
B YT22788 YT22789 YT22790 YT22791 YT22792 YT22793 — YT22794 YT22795 1.5 2 4 40 3
é? YT22796 | YT22797 YT22798 YT22799 YT22800|YT22801 — YT22802 YT22803 1.5 2 6 40 3
“ YT22804 YT22805 YT22806 YT22807 YT22808|YT22809 — YT22810 YT22811 1.5 3 8 40 3
YT22812 | YT22813 YT22814 YT22815 YT22816|YT22817 — YT22818 YT22819 1.5 3 10 50 3

ik YT22820 YT22821 YT22822 YT22823 YT22824 YT22825 — YT22826 YT22827 1.5 5 12 50 3
Js!‘j YT22828 YT22829 YT22830 YT22831 YT22832|YT22833 — YT22834 YT22835 1.5 5 15 50 3
g\- YT22836 | YT22837 YT22838 YT22839 YT22840YT22841 — YT22842 — 1.8 2 4 40 3
¥ YT22843 1 YT22844 YT22845 YT22846 YT22847|YT22848 — YT22849 — 1.8 2 6 40 3
~ YT22850 YT22851 YT22852 YT22853 YT22854|YT22855 = YT22856 — 1.8 3 8 40 3
N YT22857 YT22858 YT22859 YT22860 YT22861 YT22862 — YT22863 — 1.8 3 10 50 3
_lll‘ YT22864 YT22865 YT22866 YT22867 YT22868 | YT22869 — YT22870 — 1.8 5 12 50 3
|+ YT22871 YT22872 YT22873 YT22874 YT22875|YT22876 — YT22877 — 1.8 5 15 50 3
L YT22878 | YT22879 YT22880 YT22881 YT22882|YT22883 — YT22884 — 2 2 4 40 3
YT22885 YT22886 YT22887 YT22888 YT22889|YT22890 — YT22891 — 2 2 6 40 3

YT22892 YT22893 YT22894 YT22895 YT22896 YT22897 — YT22898 — 2 3 8 40 3

YT22899 YT22900 YT22901 YT22902 YT22903/YT22904 — YT22905 — 2 3 10 50 3
YT22906|YT22907 YT22908 YT22909 YT22910/YT22911 — YT22912 — 2 5 12 50 3
YT22913YT22914 YT22915 YT22916 YT22917/YT22918 — YT22919 — 2 5 15 50 3
YT22920|YT22921 YT22922 YT22923 YT22924|YT22925 = YT22926 — 2 5 20 50 3
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|ED-EM-QC

BEIVFIIIL EARYY MR
Electroplated End Mill, Bottom Slit Type

M %

/\.
AiE SR sk3 DIA o 3
BE R
-
IE -
BFR E
E3
I
X
¥y =L NoARTINTWD & ZAVRIERTT, ﬂ\\
S— X
N e IE IR BTR £E »/@ —
, WX
#120 #140 #170 #200 #230 #270 #325 #400 #600 D, eneh Neck  Dreral Shark TR
YT22927 YT22928|YT22929 YT22930 YT22931YT22932 — YT22933 — 25 2 6 40 3 iy
YT22934 YT22935|YT22936 YT22937 YT22938 YT22939 — YT22940 — 2.5 3 8 40 8 —
YT22941 YT22942 YT22943 YT22944 YT22945 YT22946 — YT22947 — 2.5 3 10 50 3 Qﬁ\i
YT22948 YT22949 YT22950 YT22951 YT22952 YT22953 — YT22954 — 2.5 5 12 50 3 R
YT22955 YT22956 ' YT22957 YT22958 YT22959 YT22960 — YT22961 — 2.5 5 15 50 3 N
YT22962 YT22963 YT22964 YT22965 YT22966 YT22967 — YT22968 — 2.5 5 20 50 3 ”\"_
YT22969 YT22970 YT22971 YT22972 YT22973 YT22974 — YT22975 — 3 2 6 50 4 7
YT22976 YT22977 YT22978 YT22979 YT22980 YT22981 — YT22982 — 3 3 8 50 4 I
YT22983 YT22984 YT22985 YT22986 YT22987 YT22988 — YT22989 — 3 3 .10 50 4 Iy
YT22990 YT22991 YT22992 YT22993 YT22994 YT22995 — YT22996 — 3 5 12 50 4 a
YT22997 YT22998 YT22999 YT23000 YT23001 YT23002 — YT23003 — 3 5 15 60 4
YT23004 YT23005 YT23006 YT23007 YT23008 YT23009 — YT23010 — 3 5 20 60 4 ‘
YT23011 YT23012 YT23013 YT23014 YT23015 YT23016 — YT23017 — 4 6 6 50 6
YT23018 YT23019 YT23020 YT23021 YT23022 YT23023 — YT23024 — 4 8 8 50 6
YT23025 YT23026 YT23027 YT23028 YT23029 YT23030 — YT23031 — 4 10 10 50 6
YT23032 YT23033 YT23034 YT23035 YT23036 YT23037 — YT23038 — 4 12 12 50 6 2
YT23039 YT23040 YT23041 YT23042 YT23043 YT23044 — YT23045 — 4 15 15 60 6 i
YT23046 YT23047 YT23048YT23049 YT23050 YT23051 — YT23052 — 4 20 20 60 6 ﬁ\-
YT23053 YT23054 YT23055 YT23056 YT23057 YT23058 — YT23059 — 4 30 30 70 6 HZ
YT23060 YT23061 YT23062 YT23063 YT23064 YT23065 — YT23066 — 5 5 5 50 6 3
YT23067 YT23068 YT23069 YT23070 YT23071 YT23072 — YT23073 — 5 10 10 50 6
YT23074 YT23075 YT23076 YT23077 YT23078 YT23079 — YT23080 — 5 15 15 50 6 wig
YT23081 YT23082 YT23083 YT23084 YT23085 YT23086 — YT23087 — 5 20 20 60 6 EL
YT23088 YT23089 YT23090 YT23091 YT23092 YT23093 — YT23094 — 5 30 | 30 70 6 =
YT23095 YT23096 YT23097 YT23098 YT23099 YT23100 — YT23101 — 6 5 6 50 6
YT23102 YT23103 YT23104 YT23105 YT23106 YT23107 — YT23108 — 6 10 11 50 6
YT23109 YT23110 YT23111 YT23112 YT23113 YT23114 — YT23115 — 6 15 16 50 6
YT23116 YT23117 YT23118 YT23119 YT23120 YT23121 = YT23122 — 6 20 21 60 6
YT23123 YT23124 YT23125 YT23126 YT23127 YT23128 — YT23129 — 6 30 | 32 70 6
YT23130 YT23131 YT23132 YT23133 YT23134 YT23135 — YT23136 — 8 10 11 60 10
YT23137 YT23138 YT23139 YT23140 YT23141 YT23142 — YT23143 — 8 15 16 60 10 S
YT23144 YT23145 YT23146 YT23147 YT23148 YT23149 — YT23150 — 8 20 21 70 10 ;
YT23151 YT23152 YT23153 YT23154 YT23155 YT23156 — YT23157 — 8 30 32 80 10 |
YT23158 YT23159 YT23160 YT23161 YT23162 YT23163 — YT23164 — 8 40 | 43 | 100 10 Ea
YT23165 YT23166 YT23167 YT23168 YT23169 YT23170 — YT23171 — 10 10 11 60 10
YT23172 YT23173YT23174 YT23175 YT23176 YT23177 — YT23178 — 10 15 16 60 10 L_\
YT23179 YT23180 YT23181 YT23182 YT23183 YT23184 — YT23185 — 10 20 21 70 10 =N
YT23186 YT23187 YT23188 YT23189 YT23190|YT23191 — YT23192 — 10 30 | 32 80 10 Q\l
YT23193 YT23194 YT23195 YT23196 YT23197 YT23198 — YT23199 — 10 40 43 | 100 10 X
YT23200 YT23201 YT23202 YT23203 YT23204 YT23205 — YT23206 — 12 15 16 60 12
YT23207 YT23208 YT23209 YT23210 YT23211 YT23212 — YT23213 — 12 20 21 70 12 ~
YT23214 YT23215 YT23216 YT23217 YT23218 YT23219 — YT23220 — 12 30 32 80 12 *;I
YT23221 YT23222 YT23223 YT23224 YT23225 YT23226 — YT23227 — 12 40 | 43 | 100 12 R
YT23228 YT23229 YT23230 YT23231 YT23232 YT23233 — YT23234 — 16 20 21 70 16
YT23235 YT23236 YT23237 YT23238 YT23239 YT23240 — YT23241 — 16 30 32 80 16
YT23242 YT23243 YT23244 YT23245 YT23246 YT23247 — YT23248 — 16 40 | 43 | 100 16 i3
YT23249 YT23250 YT23251 YT23252 YT23253 YT23254 — YT23255 — 20 20 21 70 20 E
YT23256 YT23257 YT23258 YT23259 YT23260|YT23261 — YT23262 — 20 30 | 32 80 20 ]
YT23263 YT23264 YT23265 1 YT23266 YT23267 YT23268 — YT23269 — 20 40 43 | 100 20
A% syay Jra=7y TILIF ES (A AL A = Th
Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide N
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400 7
©) ©) © © ©) O

108



Electroplated Tools and Diamond Tools EFEETBE.44VIE
| ED-EMCB-QC

BEIVRI) EAESDODEAT

Electroplated End Mill, Bottom counterbore type

2
=
.

AENE
= SK3 DA “xoos
LR L )
EC
r<\<‘ HE JVHR

- €53y s ZAREEE N T

- R OBEINT LR &R v F4E) (Rl 1 - 1 BB
= EEICECY ZHE L I TIER 2 KR ISR Y AHINTIC | -
BN KR & FiE,
— ANUYAIIZLBRNB TN A T8, METIESE,
AR
X SR #400 A EAIT.
i KIE#2T0U T ISR LMTICEL TV T, BTE
N
4'5[% MY — L NoARBEINTWD & ZAHBBRRETT,

— Y —JVNo. Tool No. o
RE RiEE  Grind Size AE AR BTER 2R IV IE
nE #120 #140 #170 #200 #230 #270 Gapo I I e R e ) I

)

_mK YT23270 YT23271|YT23272 YT23273 YT23274 YT23275 YT23276 5 5 5 50 6
i YT23277 |YT23278 | YT23279 | YT23280 YT23281 | YT23282 YT23283 5 10 10 50 6
| YT23284 | YT23285 | YT23286 YT23287 | YT23288 YT23289 YT23290 5 15 15 50 6
o YT23291 | YT23292 | YT23293 YT23294 | YT23295 YT23296  YT23297 5 20 20 60 6
a YT23298 YT23299 YT23300 YT23301 YT23302 YT23303 YT23304 5 30 30 70 6

' YT23305 | YT23306 | YT23307 YT23308 | YT23309 YT23310|YT23311 6 5 6 50 6

YT23312 | YT23313 | YT23314 YT23315 YT23316 YT23317 YT23318 6 10 11 50 6
YT23319 YT23320 | YT23321 YT23322 | YT23323 YT23324 YT23325 6 15 16 50 6
YT23326 YT23327 YT23328 YT23329 YT23330 YT23331 YT23332 6 20 21 60 6
YT23333|YT23334  YT23335|YT23336 YT23337YT23338 YT23339 6 30 32 70 6
= YT23340 | YT23341 YT23342 | YT23343 YT23344 YT23345 YT23346 8 10 11 60 10
fﬂg YT23347 | YT23348 | YT23349 YT23350  YT23351 YT23352 YT23353 8 15 16 60 10
Y YT23354 YT23355 YT23356 YT23357 YT23358 YT23359 YT23360 8 20 21 70 10
g:, YT23361 | YT23362 | YT23363 YT23364 | YT23365 YT23366 | YT23367 8 30 32 80 10
o YT23368  YT23369 | YT23370 YT23371 YT23372 YT23373 YT23374 8 40 43 100 10
YT23375 YT23376 | YT23377 YT23378 | YT23379 YT23380|YT23381 10 10 11 60 10
K YT23382 YT23383 YT23384 | YT23385 YT23386 YT23387 YT23388 10 15 16 60 10
gL YT23389 YT23390 YT23391 YT23392 YT23393 YT23394 YT23395 10 20 21 70 10
EN YT23396 | YT23397 | YT23398 YT23399 YT23400 YT23401 YT23402 10 30 32 80 10
YT23403 | YT23404 | YT23405 YT23406 YT23407 YT23408  YT23409 10 40 43 100 10
YT23410 | YT23411 | YT23412 YT23413 YT23414 YT23415 YT23416 12 15 16 60 12
YT23417 | YT23418 YT23419|YT23420 YT23421 YT23422 YT23423 12 20 21 70 12
YT23424 | YT23425 YT23426 YT23427 YT23428 YT23429 YT23430 12 30 32 80 12
YT23431 | YT23432 YT23433|YT23434 YT23435|YT23436 | YT23437 12 40 43 100 12
YT23438 | YT23439 | YT23440 YT23441 YT23442 YT23443 YT23444 16 20 21 70 16
L YT23445 | YT23446 | YT23447 YT23448 | YT23449 YT23450 | YT23451 16 30 32 80 16
;'2 YT23452 | YT23453 | YT23454 | YT23455 YT23456 YT23457 YT23458 16 40 43 100 16
I YT23459 YT23460 YT23461 YT23462 YT23463 YT23464 YT23465 20 20 21 70 20
P YT23466 | YT23467 | YT23468 YT23469 YT23470 YT23471 YT23472 20 30 32 80 20
| YT23473 | YT23474 |YT23475 YT23476 | YT23477 YT23478 YT23479 20 40 43 100 20
Es
& R#E SYED; Sna=vr FLIF EYE BT A &
X Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide
Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Hv 2200 ~ 2400
& @) © © © © O
D
R

/ T2
el 5P TR

Y=y
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Electroplated Tools and Diamond Tools EETE.44VIE

| BogMi&sE ___Standard Cutting Conditions |
ED-EM-QC / ED-EMCB-QC

SAIEHNT I ED-EM-QCHERE, EEmMN T (2 ED-EMCB-QCH#E T,

2L

wHH e VE
Work Material Quartz Silicon
| ek WENT BEMT WEMNT BEMT | N
| & B [BE RYEE YYRAKE  EER HYEE YYRAKE  EER HYEE YYAKE  EER EYERE YIVAKRE {r?\i-
Dia. of Mill GrndiSkze Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut ~
(min1) (mm/min)  (mm/1pass) (min1) (mm/min)  (mm/1pass) (min-1) (mm/min)  (mm/1pass) (min-1) (mm/min)  (mm/lpass) [
#120 | 10,000 300 0.1 10,000 200 0.05 |10,000 100 0.2 10,000 100 0.1
1 #200 | 10,000 200 0.1 10,000 150 0.05 10,000 100 0.2 10,000 100 0.1 ]
#400 | 10,000 150 0.05 |10,000 100 0.025 | 10,000 100 0.1 10,000 100 0.05 &
#120 | 6,400 600 0.1 6,400 300 0.1 6,400 100 0.5 6,400 100 0.25
g #200 | 6,400 500 0.1 6,400 250 0.05 6,400 100 0.5 6,400 100 0.25 -
#400 = 6,400 400 0.05 6,400 200 0.025 6,400 100 0.3 6,400 100 0.15
#120 | 3,200 1,000 0.1 3,200 500 0.1 3,200 100 1 3,200 100 0.5
10 #200 | 3,200 800 0.1 3,200 400 0.05 3,200 100 1 3,200 100 0.5 1
#400 | 3,200 600  0.05 3,200 300 0.025 | 3,200 100 1 3,200 100 0.5 -
#120 = 1,600 1,000 0.1 1,600 500 0.1 1,600 200 1 1,600 200 0.5
20 #200 1,600 800 0.1 1,600 400 0.05 1,600 200 1 1,600 200 0.5 é,ff
#400 1,600 600 0.05 1,600 300 0.025 | 1,600 200 1 1,600 200 0.5 |IR
[
N
A graz=y LIS NG
Work Material Zirconia Alumina NS
[
Akt WENT BEMT WENT BENT -
nE e EEH RUEE GURaE EEK  EUEE YYRaE EEN  XUEE YURaE  EEK  EUEE 99258 n
Dia. of Mill @ite S Rotation Feed Depthof Cut  Rotation Feed Depthof Cut  Rotation Feed Depthof Cut  Rotation Feed Depth of Cut 5‘

(min-1) (mm/min)  (mm/lpass) (min-1) (mm/min)  (mm/lpass) (min-1) (mm/min)  (mm/lpass) (min-1) (mm/min)  (mm/1pass)

#120 | 10,000 150  0.05 10,000 120  0.025 | 10,000 300 0.1 10,000 200  0.05

a

1 #200 | 10,000 150  0.025 10,000 100  0.025 | 10,000 200
#400 | 10,000 150  0.025 | 10,000 100  0.025 | 10,000 150
#120 | 6,400 300 0.05 6,400 200 0.025 | 6,400 600
5 #200 | 6,400 300 0.025 | 6,400 200 0.025 | 6,400 500
#400 | 6,400 200 0.025 @ 6,400 150  0.025 | 6,400 400

0.1 10,000 150  0.05
0.0
0.1
0.1
0.0
#120 | 3,200 400 0.05 3,200 300 0.025 | 3,200 1,000 0.1 3,200 500
0.1
0.0
0.1
0.1
0.0

5 110,000 100  0.025
6,400 300 0.1
6,400 250  0.05
6,400 200  0.025

o1

v

0.1 ks
10 #200 3,200 400 0.025 | 3,200 300 0.025 | 3,200 800 3,200 400 0.05 J\‘c
#400 & 3,200 300 0.025 3,200 200 0.025 3,200 600 5 3,200 300  0.025 HZ
#120 1,600 400 0.05 1,600 300 0.025 | 1,600 1,000 1,600 500 0.1 B
20 #200 = 1,600 400 0.025 1,600 300 0.025 1,600 800 1,600 400  0.05
#400 = 1600 300 0.025 1,600 200 0.025 1,600 600 5 1,600 300  0.025 Wi
2L
£
I Zksr 4% Rt 4%
Work Material Silicon Nitride Silicon Carbide
ek FEMT EENT @EMNT EENT
IE R 2k RYEE YYRHE  EEH RYEE YYRHE  EEH RYHEE YYRHE  EEH EYERE YIVARE n
Dia. of Mill Gite e Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut N
(min-1) (mm/min)  (mm/Lpass) (min1) (mm/min)  (mm/Lpass) (min-1) (mm/min)  (mm/lpass) (min-1) (mm/min)  (mm/lpass) 7’<
#120 1 10,000 150  0.05 | 10,000 120  0.025 10,000 100  0.05 |10,000 100  0.025 |
1 #200 10,000 150 0.025 | 10,000 100 0.025 10,000 100 0.025 ' 10,000 100 0.02 £
#400 | 10,000 150  0.025 | 10,000 100  0.025 10,000 100  0.025 | 10,000 100  0.02
#120 = 6,400 300 0.05 6,400 200 0.025 6,400 200 @ 0.05 6,400 200  0.025 L
® #200 | 6,400 300 0.025 | 6,400 200 0.025 | 6,400 200 0.025 | 6,400 200 0.02 S
#400 = 6,400 200 0.025 6,400 150 0.025 @ 6,400 150 0.025 @ 6,400 150  0.02 Q\l
#120 | 3,200 400 0.05 3,200 300 0.025 | 3,200 300 0.05 3,200 300 0.025 X
10 #200 = 3,200 400 0.025 3,200 300 0.025 3,200 300 0.025 3,200 300 0.02
#400 | 3,200 300 0.025 | 3,200 200 0.025 | 3,200 200 0.025 @ 3,200 200 0.02 ~
#120 = 1,600 400 0.05 1,600 300 0.025 = 1,600 300 0.05 1,600 300 0.025 B
20 #200 = 1,600 400 0.025 1,600 300 0.025 | 1,600 300 0.025 1,600 300 0.02 R

#400 | 1,600 300 0.025 | 1,600 200 0.025 1,600 200 0.025 1,600 200 0.02

TiEhfetd

Y=y

N
,1:\
+|\
L
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| EDHB-EM-QC

NTUyR BETIVRIIL
Electroplated Hybrid End Mills

CMI> K

DIA IELE
B SK3 = +0.05
ER (28 -
83
kT /1137?;%
— -0.02
IS
& ]
|
5
N \ 2k
'I'; XAVEY F2mEPETEHLEICEIIT S LT,
— BERY FOREOUINKE X ZILRY FOREGEHEFEODOIEAER,
FLys v (BEEY #ET 57 wwﬂjﬁ'ﬁd)ﬁﬁﬁﬁi(}%ﬁ/) WARE CREFHE RFARVINEZ IR,
QF HINTEZ Iy 7 AMOMIEEEECTEERBIRICER, BEMOE-RTry M EDORZAZIITA AR,
[N
. | 6051 P EY RIEE DL | InTo—2 : ®IETAFRGIC) - TER: 610
AT
> Fv FEE & TEESE o e AE—F Hin
—— = EETE 052 : 0.025mm/1pass B 5
JL Electroﬁated @ A Electroplated Tool ﬁ}f@g 200mm/min %/_% 8.4m %/_E
|
T P97 AN X&LEY FIE | YA :0.01mm/1lpass - -
= Metal Bon/d A ) Metal Boﬁd Tool gt@g 200mm/min 0.415 974m 11615
A7V F 47Yy FTE | t0iA:0.01mm/1lpass
y " ipra O © ™ i Too 5038 : 1,800mm/min | S-OfF 1,075m 12815
=S A= == TIIF EX (S RALT A &
Quartz Silicon Zirconia Alumina Silicon Nitride Silicon Carbide
B Hv 800 ~ 900 Hv 900 ~ 1000 Hv 1200 ~ 1300 Hv 1400 ~ 1600 Hv 1400 ~ 1600 Fiv 2200 ~ 2400
"~
< © © © © © ©
K
=
9]
wiq | A ATUY RBETREERL YYD TICDOVT
B FLyso s ls, AEamiE LERT 57042,
£ FICEELY FIMCEVLTE UINkoEE, BEEY Ot REESOREAEZBNE LTERNEFL Yy 7%
TOBEPHYET, FLy VI %ITI ZLICL > TER LB ZBER L. HElEEHZEEI S TITEOYIEIHEL
EorxmLE MIRE2EaHET,
FANXYEY FESEFETELBICEREBLI-/NM 7V vy FEZTE (EDHB-EM-QC) CIIREDBHIERT 5 D L FERFIC
ROFLVWENPHRT DI LICEY, FLy Y Y IRETUNMRER LT L ACBELZHBEL. 2 2REDEER,
SERTOMITHPFTEMFENRLREICKRBAAELGRADET,
~
i
EN
|
A
1N
g
®x* \ e
N -
X R
2 ~A7Y v FEETE (EDHB-EM-QC) it _ EROBEIAE
RY FL vy S RECERE EHRR R L v oY ZHRE

B
Er | 2—rgorRIcDONT
By
&
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#200 #90.07R
#270 #90.05R
#400 #90.03R
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| EDHB-EM-QC

NTUy R BEEIVRII)
Electroplated Hybrid End Mills

=2
=
’

AELE
SK3 % ‘*oos 2
(2E) - h§
RS
\_
v—iNo. ME ME AmE gt 2R VY wm v—iNo. ME AE mme gt 2R VY mm s
Dia. Width Effective Straight Overall Shank Grind Dia. Width Effective Straight Overall Shank Grind
ToolNo. o\l ofCut Length Length Length Dia. Size ToolNo. of\Mill ofCut Length Length Length Dia. Size —
YT23862 | 1 0.3 5 — 60 6 #400 YT23927 4.5 0.6 7 12 60 6 #200 X
YT23863 1.1 @ 0.3 5 — 60 6 #400 YT23928 | 45 | 0.5 7 12 60 6 #400 ﬁ
YT23864 | 1.2 | 0.3 5 — 60 6 #400 YT23929 4.6 1 7 12 60 6 #100 1N
YT23865 | 1.3 | 0.3 5 — 60 6 #400 YT23930 | 4.6 @ 0.6 7 12 60 6 #200 N
YT23866 1.4 @ 0.3 5 — 60 6 #400 YT23931 | 4.6 @ 0.5 7 12 60 6 #400 -
YT23867 | 1.6 | 0.3 5 — 60 6 #400 YT23932 | 4.7 1 7 12 60 6 #100 ;I':<
YT23868 | 1.6 | 0.3 5 — 60 6 #400 YT23933 | 4.7 0.6 7 12 60 6 #200 T/_\:
YT23869 1.7 @ 0.3 5 — 60 6 #400 YT23934 | 4.7 @ 0.5 7 12 60 6 #400 =i
YT23870 | 1.8 | 0.3 5 — 60 6 #400 YT23935 4.8 1 7 12 60 6 #100 —
YT23871 | 1.9 | 0.3 5 = 60 6 #400 YT23936 | 4.8 @ 0.6 7 12 60 6 #200 ENSN
YT23872 @ 2 0.4 5 — 60 6 #200 YT23937 | 4.8 0.5 7 12 60 6 #400 "\_{E
YT23873 2 0.4 5 = 60 6 #400 YT23938 4.9 1 7 12 60 6 #100 N
YT23874 | 2.1 | 0.4 5 — 60 6 #200 YT23939 | 4.9 0.6 7 12 60 6 #200 S
YT23875 | 2.1 | 0.4 5 = 60 6 #400 YT23940 | 4.9 0.5 7 12 60 6 #400 -
YT23876 2.2 0.4 5 — 60 6 #200 YT23941 ' 5 1 7 12 60 6 #100 '|L
YT23877 | 2.2 | 0.4 5 — 60 6 #400 YT23942 5 0.6 7 12 60 6 #200 r
YT23878 2.3 0.4 5 — 60 6 #200 YT23943 | 5 0.5 7 12 60 6 #400 La')
YT23879 | 2.3 | 0.4 5 — 60 6 #400 YT23944 5.1 1 8 13 60 6 #100
YT23880 | 2.4 | 0.4 5 — 60 6 #200 YT23945 | 5.1 0.6 8 13 60 6 #200 ‘
YT23881 2.4 04 5 = 60 6 #400 YT23946 | 5.1 | 0.5 8 13 60 6 #400
YT23882 2.5 04 5 — 60 6 #200 YT23947 5.2 1 8 13 60 6 #100
YT23883 2.5 0.4 5 — 60 6 #400 YT23948 | 5.2 | 0.6 8 13 60 6 #200
YT23884 | 2.6 | 0.4 5 — 60 6 #200 YT23949 | 5.2 0.5 8 13 60 6 #400 —
YT23885 | 2.6 | 0.4 5 = 60 6 #400 YT23950 5.3 1 8 13 60 6 #100 -
YT23886 2.7 0.4 5 — 60 6 #200 YT23951 | 5.3 0.6 8 13 60 6 #200 1\'"5
YT23887 2.7 0.4 5 — 60 6 #400 YT23952 | 5.3 | 0.5 8 13 60 6 #400 Q(
YT23888 2.8 0.5 5 — 60 6 #200 YT23953 | 5.4 1 8 13 60 6 #100 5\'
YT23889 | 2.8 | 0.5 5 — 60 6 #400 YT23954 | 5.4 0.6 8 13 60 6 #200
YT23890 | 2.9 | 0.5 5 — 60 6 #200 YT23955 | 5.4 | 0.5 8 13 60 6 #400 m
YT23891 | 2.9 | 0.5 5 = 60 6 #400 YT23956 5.5 1 8 13 60 6 #100 =
YT23892 3 0.5 6 11 60 6 #200 YT23957 | 5.5 0.6 8 13 60 6 #200 g
YT23893 | 3 0.5 6 11 60 6 #400 YT23958 | 5.5 | 0.5 8 13 60 6 #400 <\
YT23894 | 3.1 | 0.5 6 11 60 6 #200 YT23959 5.6 1 8 13 60 6 #100
YT23895 3.1 05 6 11 60 6 #400 YT23960 5.6 0.6 8 13 60 6 #200
YT23896 | 3.2 | 0.5 6 11 60 6 #200 YT23961 | 5.6 @ 0.5 8 13 60 6 #400
YT23897 3.2 0.5 6 11 60 6 #400 YT23962 | 5.7 1 8 13 60 6 #100
YT23898 | 3.3 | 0.5 6 11 60 6 #200 YT23963 5.7 0.6 8 13 60 6 #200
YT23899 3.3 05 6 11 60 6 #400 YT23964 | 5.7 | 0.5 8 13 60 6 #400 A
YT23900 | 3.4 | 0.5 6 11 60 6 #200 YT23965 5.8 1 8 13 60 6 #100 ~
YT23901 3.4 0.5 6 11 60 6 #400 YT23966 | 5.8 @ 0.6 8 13 60 6 #200 T
YT23902 3.5 0.5 6 11 60 6 #200 YT23967 | 5.8 0.5 8 13 60 6 #400 E
YT23903 | 3.5 | 0.5 6 11 60 6 #400 YT23968 5.9 1 8 13 60 6 #100
YT23904 3.6 05 6 11 60 6 #200 YT23969 5.9 0.6 8 13 60 6 #200 |
YT23905 | 3.6 | 0.5 6 11 60 6 #400 YT23970 | 5.9 0.5 8 13 60 6 #400 |\r:“
YT23906 3.7 0.5 6 11 60 6 #200 YT23971 6 1 8 13 60 6 #100 o
YT23907 3.7 0.5 6 11 60 6 #400 YT23972 6 0.6 8 13 60 6 #200 Jﬁé
YT23908 | 3.8 | 0.5 6 11 60 6 #200 YT23973 6 0.5 8 13 60 6 #400
YT23909 3.8 05 6 11 60 6 #400 YT23974 6.1 1 8 13 60 8 #100 .
YT23910 | 3.9 | 0.5 6 11 60 6 #200 YT23975 | 6.1 @ 0.6 8 13 60 8 #200 Q\\T
YT23911 3.9 0.5 6 11 60 6 #400 YT23976 | 6.1 @ 0.5 8 13 60 8 #400 R
YT23912 4 0.5 6 11 60 6 #200 YT23977 6.2 1 8 13 60 8 #100 R
YT23913 | 4 0.5 6 11 60 6 #400 YT23978 | 6.2 @ 0.6 8 13 60 8 #200
YT23914 41 1 7 12 60 6 #100 YT23979 6.2 0.5 8 13 60 8 #400 c
YT23915 4.1 0.6 7 12 60 6 #200 YT23980 6.3 1 8 13 60 8 #100 T
YT23916 4.1 0.5 7 12 60 6 #400 YT23981 | 6.3 0.6 8 13 60 8 #200 g
YT23917 4.2 1 7 12 60 6 #100 YT23982 | 6.3 | 0.5 8 13 60 8 #400
YT23918 | 4.2 | 0.6 7 12 60 6 #200 YT23983 6.4 1 8 13 60 8 #100 =
YT23919 | 4.2 | 0.5 7 12 60 6 #400 YT23984 6.4 0.6 8 13 60 8 #200 {\|\
YT23920 43 1 7 12 60 6 #100 YT23985 | 6.4 @ 0.5 8 13 60 8 #400 ;il*
YT23921 4.3 0.6 7 12 60 6 #200 YT23986 | 6.5 1 8 13 60 8 #100 | ~
YT23922 4.3 0.5 7 12 60 6 #400 YT23987 | 6.5 @ 0.6 8 13 60 8 #200 \|l|
YT23923 4.4 1 7 12 60 6 #100 YT23988 6.5 0.5 8 13 60 8 #400
YT23924 4.4 0.6 7 12 60 6 #200 YT23989 6.6 1 8 13 60 8 #100
YT23925 4.4 0.5 7 12 60 6 #400 YT23990 | 6.6 @ 0.6 8 13 60 8 #200
YT23926 45 1 7 12 60 6 #100 YT23991 | 6.6 @ 0.5 8 13 60 8 #400
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Electroplated Hybrid End Mills

YEIL

PITIN
= SK3 Qg xoos
REN (BE) -
R
| =
i v—nwNo. NE NE wmE Lt 2r VY mm v—nNo. BE IE wne N er Y mm
- el e s e e e | | | e | | o
X YT23992 6.7 1 8 13 60 8 #100 YT24058 89 1 9 14 60 10 #100
Q YT23993 6.7 | 0.6 8 13 60 8 #200 YT24059 8.9 0.6 9 14 60 10 #200
N YT23994 6.7 0.5 8 13 60 8 #400 YT24060 | 8.9 0.5 9 14 60 @ 10 #400
X YT23995 6.8 1 8 13 60 8 #100 YT24061 9 1 9 14 60 10 #100
. YT23996 6.8 | 0.6 8 13 60 8 #200 YT24062 9 0.6 9 14 60 10 #200
K YT23997 6.8 | 0.5 8 13 60 8 #400 YT24063 9 0.5 9 14 60 10 #400
T'\Q YT23998 6.9 1 8 13 60 8 #100 YT24064 9.1 1 10 15 60 10 #100
ESTTN YT23999 6.9 0.6 8 13 60 8 #200 YT24065 9.1 0.6 10 15 60 | 10 #200
— YT24000 6.9 0.5 8 13 60 8 #400 YT24066 9.1 0.5 10 15 60 | 10 #400
ax YT24001 7 1 8 13 60 8 #100 YT24067 9.2 1 10 15 60 | 10 #100
AT YT24002 7 0.6 8 13 60 8 #200 YT24068 9.2 | 0.6 10 15 60 10 #200
,:"{ YT24003 7 0.5 8 13 60 8 #400 YT24069 9.2 | 0.5 10 15 60 10 #400
NS YT24004 7.1 1 9 14 60 8 #100 YT24070 9.3 1 10 15 60 | 10 #100
— YT24005 7.1 @ 0.6 9 14 60 8 #200 YT24071 9.3 0.6 10 15 60 10 #200
']L YT24006 7.1 | 0.5 9 14 60 8 #400 YT24072 @ 9.3 0.5 10 15 60 @ 10 #400
mn YT24007 7.2 1 9 14 60 8 #100 YT24073 94 1 10 15 60 10 #100
=) YT24008 7.2 | 0.6 9 14 60 8 #200 YT24074 @ 9.4 0.6 10 15 60 10 #200
= YT24009 7.2 | 0.5 9 14 60 8 #400 YT24075 | 9.4 0.5 10 15 60 10 #400
' YT24010 7.3 1 9 14 60 8 #100 YT24076 1 9.5 1 10 15 60 10 #100
YT24011 7.3 | 0.6 9 14 60 8 #200 YT24077 @ 9.5 | 0.6 10 15 60 10 #200
YT24012 7.3 | 0.5 9 14 60 8 #400 YT24078 9.5 | 0.5 10 15 60 10 #400
YT24013 74 1 9 14 60 8 #100 YT24079 9.6 1 10 15 60 | 10 #100
YT24014 7.4 @ 0.6 9 14 60 8 #200 YT24080 9.6 0.6 10 15 60 | 10 #200
f,,\ YT24015 7.4 | 0.5 9 14 60 8 #400 YT24081 9.6 | 0.5 10 15 60 | 10 #400
2 X YT24016 75 1 9 14 60 8 #100 YT24082 9.7 1 10 15 60 10 #100
D{\\; YT24017 7.5 | 0.6 9 14 60 8 #200 YT24083 9.7 | 0.6 10 15 60 10 #200
== YT24018 7.5 | 0.5 9 14 60 8 #400 YT24084 9.7 0.5 10 15 60 | 10 #400
— YT24019 7.6 1 9 14 60 8 #100 YT24085 9.8 1 10 15 60 | 10 #100
3 YT24020 7.6 | 0.6 9 14 60 8 #200 YT24086 9.8 | 0.6 10 15 60 | 10 #200
zrf YT24021 7.6 | 0.5 9 14 60 8 #400 YT24087 9.8 0.5 10 15 60 10 #400
ED YT24022 7.7 1 9 14 60 8 #100 YT24088 9.9 1 10 15 60 10 #100
<N YT24023 7.7 @ 0.6 9 14 60 8 #200 YT24089 9.9 0.6 10 15 60 10 #200
YT24024 7.7 @ 0.5 9 14 60 8 #400 YT24090 | 9.9 0.5 10 15 60 10 #400
YT24025 7.8 1 9 14 60 8 #100 YT24091 10 1 10 15 60 10 #100
YT24026 7.8 | 0.6 9 14 60 8 #200 YT24092 10 0.6 10 15 60 10 #200
YT24027 7.8 | 0.5 9 14 60 8 #400 YT24093 10 0.5 10 15 60 10 #400
YT24028 7.9 1 9 14 60 8 #100 YT24094 11 1 10 15 60 | 12 #100
), YT24029 7.9 0.6 9 14 60 8 #200 YT24095 11 0.6 10 15 60 @ 12 #200
N YT24030 7.9 | 0.5 9 14 60 8 #400 YT24096 11 0.5 10 15 60 | 12 #400
X YT24031 8 1 9 14 60 8 #100 YT24097 12 1 10 15 60 12 #100
$ YT24032 8 0.6 9 14 60 8 #200 YT24098 12 0.6 10 15 60 12 #200
YT24033 8 0.5 9 14 60 8 #400 YT24099 12 0.5 10 15 60 @ 12 #400
| YT24034 81 1 9 14 60 10 #100 YT24100 13 1 10 15 60 | 16 #100
I\':g YT24035 8.1 | 0.6 9 14 60 10 #200 YT24101 13 0.6 10 15 60 | 16 #200
\i YT24036 8.1 | 0.5 9 14 60 10 #400 YT24102 13 0.5 10 15 60 16 #400
§\< YT24037 8.2 1 9 14 60 10 #100 YT24103 | 14 1 10 15 60 16 #100
YT24038 8.2 0.6 9 14 60 10 #200 YT24104 | 14 0.6 10 15 60 | 16 #200
) YT24039 8.2 0.5 9 14 60 10 #400 YT24105 14 0.5 10 15 60 16 #400
Q\T YT24040 8.3 1 9 14 60 10 #100 YT24106 15 1 10 15 60 16 #100
2: YT24041 8.3 | 0.6 9 14 60 10 #200 YT24107 15 0.6 10 15 60 16 #200
2 YT24042 8.3 | 0.5 9 14 60 10 #400 YT24108 15 0.5 10 15 60 16 #400
YT24043 8.4 1 9 14 60 10 #100 YT24109 16 1 10 15 60 16 #100
ok YT24044 8.4 | 0.6 9 14 60 10 #200 YT24110 16 0.6 10 15 60 16 #200
:EH YT24045 8.4 | 0.5 9 14 60 10 #400 YT24111 16 0.5 10 15 60 | 16 #400
h‘f‘t YT24046 85 1 9 14 60 | 10 #100 YT24112 17 1 10 15 60 20 #100
Ry YT24047 | 85 @ 0.6 9 14 60 10 #200 YT24113 17 0.6 10 15 60 | 20 #200
- YT24048 8.5 0.5 9 14 60 10 #400 YT24114 17 0.5 10 15 60 | 20 #400
.1\\;,'\ YT24049 8.6 1 9 14 60 @ 10 #100 YT24115 18 1 10 15 60 20 #100
ll\ YT24050 8.6 | 0.6 9 14 60 10 #200 YT24116 18 0.6 10 15 60 | 20 #200
1 J\ YT24051 8.6 | 0.5 9 14 60 10 #400 YT24117 18 0.5 10 15 60 @ 20 #400
:\Il[ YT24052 8.7 1 9 14 60 10 #100 YT24118 19 1 10 15 60 | 20 #100
YT24053 8.7 0.6 9 14 60 10 #200 YT24119 19 0.6 10 15 60 | 20 #200
YT24054 8.7 | 0.5 9 14 60 10 #400 YT24120 19 0.5 10 15 60 | 20 #400
YT24055 8.8 1 9 14 60 10 #100 YT24121 20 1 10 15 60 @ 20 #100
YT24056 8.8 | 0.6 9 14 60 10 #200 YT24122 20 0.6 10 15 60 20 #200
YT24057 8.8 | 0.5 9 14 60 10 #400 YT24123 20 0.5 10 15 60 @ 20 #400
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Electroplated Tools and Diamond Tools EETE.44VIE

IEEEEE: Standard Cutting Conditions .
EDHB-EM-QC :
I yyay sra=y
Work Material Silicon Zirconia
— - EIE EVEE  GURRE  EER EURE  YRaE  EENX RUEE GV RAE LR
Dia. of Mill Grind Size Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut =
(min-t) (mm/min) (mm/1pass) (min-1) (mm/min) (mm/1pass) (min-1) (mm/min) (mm/1pass) J\"\' <
1 #200 10,000 500 0.02 10,000 400 0.02 10,000 300 0.02 KX
#400 10,000 500 0.02 10,000 300 0.02 10,000 200 0.02 —
3 #200 10,000 1,500 0.05 10,000 1,000 0.025 10,000 400 0.025
#400 10,000 1,200 0.05 10,000 800 0.025 10,000 300 0.025 E
#100 10,000 1,500 0.05 10,000 1,200 0.025 10,000 500 0.025
5 #200 10,000 1,500 0.05 10,000 1,200 0.025 10,000 500 0.025 —
#400 10,000 1,200 0.05 10,000 1,000 0.025 10,000 400 0.025 S
#100 6,400 1,500 0.05 7,200 1,500 0.025 7,200 500 0.025 N
10 #200 6,400 1,500 0.05 7,200 1,500 0.025 7,200 500 0.025 k
#400 6,400 1,200 0.05 7,200 1,200 0.025 7,200 400 0.025 —
#100 3,200 1,500 0.05 3,600 800 0.025 3,600 300 0.025 g
20 #200 3,200 1,500 0.05 3,600 800 0.025 3,600 300 0.025 fk
#400 3,200 1,200 0.05 3,600 600 0.025 3,600 200 0.025 in
[
N
A FLIF ErM% RALT 1 % N
Work Material Alumina Silicon Nitride Silicon Carbide N
E R IEE?& * Y EE YYAHE Elﬁ& &) EE MY ALE Elﬁ!& ®YRE MY RALE —
Dia. of Mill Grind Size Rotation Feed Depth of Cut Rotation Feed Depth of Cut Rotation Feed Depth of Cut JL
(min-) (mm/min) (mm/1pass) (min-1) (mm/min) (mm/1pass) (min-1) (mm/min) (mm/1pass) |
1 #200 10,000 400 0.02 10,000 200 0.01 10,000 300 0.02 i
#400 10,000 300 0.02 10,000 200 0.01 10,000 200 0.02 a
3 #200 10,000 600 0.025 10,000 200 0.01 10,000 300 0.02 ‘
#400 10,000 600 0.025 10,000 200 0.01 10,000 250 0.02
#100 10,000 800 0.025 8,000 300 0.01 10,000 800 0.02
5 #200 10,000 800 0.025 8,000 300 0.01 10,000 800 0.02
#400 10,000 600 0.025 8,000 300 0.01 10,000 700 0.02 R
#100 6,400 500 0.1 4,000 500 0.01 6,400 1,000 0.01 mE-
10 #200 6,400 700 0.05 4,000 500 0.01 6,400 1,000 0.01 %5
#400 6,400 700 0.025 4,000 500 0.01 6,400 800 0.01 HZ
#100 3,200 800 0.05 2,000 300 0.01 3,200 500 0.01 B
20 #200 3,200 700 0.025 2,000 300 0.01 3,200 500 0.01
#400 3,200 500 0.025 2,000 300 0.01 3,200 400 0.01 gT
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Electroplated Tools and Diamond Tools

> B DINHIFINTEH

EEIR-41VIE

| ZLIFA~DRIMT

oREP2.0

EE10mm

o TBIEHR
TEBR/ V4R ED-OHD-QC 2 x #400 / ¢ 2.0
TELR FANF—IFEEEFEF)IL
» — L No. YT22307
® M &4
A E= A S
0 7}<;‘{§'L$JGJAJ Hl
aPia
[E]#E52 (min-1) 10,000
XY RE (mm/min) 10
7075 L RFyinT (/v 27y 7)
o TE&d
[ NI wIAeREsEt ¥ 10m

| ZLIF~ADFERMT

OREDO.5

EX10mm

o TEIFR
TEBH/ 14X EOH-MDAQ1.5D20 /¢ 1.5
TEEZH FANF—INEEEZEA VT RUIL
“ —JL No. YT24517
o I &H
155 FAME IR EO =
Bl g L
ELLI=N
[ #ER2 (min-1) 4,000
3% Y 3RE (mm/min) 3
VA=A aN FULIT (/v X5 v )
e TEH4
| pOTwreesEEE | 6m

| AEADFERINT

O RNEP05

HHIHWH'i“\ My

EE10mm

o TEIFR
TEER/ A4 X SCD-MDA0.5D20 / ¢ 0.5
HERLZAYEF O TR UL
= RENCINESY
v —JL No. YT24258
o NI &t
fERER E2=% e S
I AR HETTHI
=Xi=p
[E]#x28 (min-1) 3,000
XY EE (mm/min) 50
A (mm) 0.02
70475 A KU LIT (X7 v )
o T B4
T #1600 7%

o TEIFR
TEER/HA4X SCD-MDQ0.5D20 /¢ 0.5
BEELAVYEC R AV R L
Al (BZA)
v — L No. YT24353
o ML &K
{5 FRA R ER = A
Bl Al
==
[E1#R2 (min-1) 3,000
%Y FE (mm/min) 50
0.05
pAEV AN RULMT (RFv )
o TB#m
| fnTArgEsNEk | #3.3,000 7%




/ BEIE.-41vIE

» N1 7w REZITE (EDHB-EM-QC) |- &k B DA AN TEH

| ZLIFADRBIF(~NYAHL) T | Rt 4 Z~DOFEMT

18 20mm  EE40mm 1E10mm ®E6mm

S

L
AY
H
=
(S}

\_
I
&
X
’ A
A
I
X
o TEI%H o TEf5H LK
TEIEH/ Y4 X |EDHB-EM-QC11x10x#200/ ¢ 11 TEIEH /94X | EDHB-EM-QC10x10x#200/ ¢ 10 e
TEZHR NMTYy FEEZVRIL TEZIR NTYy RBEZVRIL =in
7 —JL No. YT24095 + —JL No. YT24092 ,
[/
NS
® MNT &4 ® T &M AEA
R SO A I, SV AL N
Ll 7}<5§’!%{:)/j\%lﬁm 138 7&5@@@/}\%’@5& =
E1=) ! abita;
&% (min ) 5,300 &2 (min-) 6,400 0
%Y EE (mm/min) 500 %Y EE (mm/min) 1,000 2
38 (mm) 0.1 )32 (mm) 0.01
o TEX4 (BHR 10mmiE) o TEXAG (BHMR 10mmikE)
[ fnTwrges g \ #12007% | mnTwreeRERE | #500m
s
© X
Y
s
=
(]
| BEADE XY EMT | Pna=7~omlENT
wx
f&3.5mm R 15mm ME5mm FEE8mm é_'\
LN
i
D
0
N
|
Y
[N
oz
o TEIFR o TEIER X
TEIE®H /¥4 X | EDHB-EM-QC3.5x6x#400/ ¢ 3.5 TERER/H4X EDHB-EM-QC5x7x#200/ ¢ 5
TEAFR Ty FBEIVFIL TR NATYy FBETIVFIL &'
v —JL No. YT23903 7 —JL No. YT23942 2=
N
® I &K ® T &4
S5 PR <~V EevA AR v Te R
415 AEALTIHLH . ACEE I
EREE)) ! SN
[E#52% (minl) 10,000 [E352% (min1) 10,000
&Y RE (mm/min) 1,500 &Y B (mm/min) 500 o
)38 (mm) 0.05 )32 (mm) 0.05 At
T+
e TEXG (AME 10mminE) e TEEH (AME 10mmizE) N
| pOTeresEmE | #730,000m [ InIwreeiEst | #96,000m

116



Machine Tooling / Corner Gauge V=P —F—45—->

I

M8FAEY 2 5 —TEEHE HSK-E32R%
HSK-E32 M8 Modular Screw-in Holder KOBURI

_\
G:M8
[t
g - —
] |
— Q3 15
N S| B A3
% A -
A —
K -
— 5| 10 ‘ 20 ‘ 16
N 5
N
= SEMIEICEH 2R EH L E4BRE CEik
Rl RNBT R T RENSROERIHC LY B -RN-NT > ZOZ@E TENEREE RKIE,
in MALZRAL TWB7-H%EREH v R DEREHNAIRETOEMI CRAIEMNTI & W - 7@ A W& IS G,
R$ FEAELEITAPCDA Yy 2 L DfEAEDLHICE VBEELLEMTI HER,
_P<
4L
|
7 —JVNo. 4 R
Q Y —IVNo BE G D H H1 ﬁ&bﬁt?‘r:; s
o Tool No. Code No.
' YT24756 E32-MLM8-35S58 M8 8.5 18 6.5 16

CMIYRIJL
(N1R)

XTREME
DUV

=Xy bk

A
1NN
NS

hyR 24

>1)—=

R
A4V ITE
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Machine Tooling / Corner Gauge W=V Q—F ==

n

<

> JJUHRBES 25— Ay R & CEAAIR

CMIYE

—y Y fxrs -~ — »
> VIV WREI 25—V R i
: X
EFIJ’ 7 —4 SASERP =3
d = (L&) w
¢ > RE B
' = e A g —23
wEMRat el | QPPerer -
. - -0. FOFYIN—Z=
EHFAYTT—RAI)V | Rzlm) 04511 Ra (um) : 0.1361 3
SFP-M17-M8 iy Rz (um) : 0.8829 i
PCD 64N FmEfE EIFINTHE RzJIS (um) : 0.7107 D\
TS5ARPvZR 17 —
- BN
[ "Jil 1\-
| /7 oroET , &
I7OFyIN—3= T i
BODY: MAM-2016-M8 R —
A4 >4 —: XOET080302PDFR e il
A 4 — k4% : DN103 N g
— ) -~ % — W
> ATVLAR EREY2157—\YF =
A%
COMING SOON >
ez <3 —_ » 4 oK
WREY15—A\v FIZS#EL 21
SAVT Y TEBRFETT, =
2
|
» v ~How to use~ il
!
01 02 0 03
M F = ?
LA AR TEEVTERIC FHHI T, ARETERTED ZUNFITT, ASREDRIEH IS 3
T - IERDATE 18 - BN LD IREA YT B E ClRE®H LT < T, FILs TARS LT EEL, &3
R LT LN, O T DB Ak E SR T B 2
THR TEORHP TR VI BRI E R L TL R E L
T A= - I8 ] & =
+AEMIBNT L EL, i
Q‘P
B
xr
ar
b
IES
N
rn
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Machine Tooling / Corner Gauge W=y GeQ—F—4H—-

)7

PFA

TFISART—I\—
Petit Frais Arbor

—Z

CMI> K

RS
| -
- Yolale)
IMET7 A RNy BT —/N—,
B - T—=NRN—IChyR%&ty bLEEE Hy IZBEAEEE, £y MFHOEREZ ER,
N o $12.7, $15.875 ¢6
A S
Ih
< T 0l Mb—— bk R
— ] -
P g pp-———- e 3] 8 - g B
=N = i
I
— H1 ‘ | H1_|
3,\:_ H2
i
NG H3 L2 10 LA WY GIEZ S BB BT, EHIMmLLFOH Y 5%
= L BATBHEAIR. AS—ERICANTERLTEELY,
4L
|
g 7 —LNo. BE Tk sie ALYAX
o
' Tool No. Code No. ¢D d © H1 H2 H3 L1 L2 L M
YT21090 6 X ST6 x 20 6 6 12 5 2 10 3 20 38 M6 x 1
YT21091 6 x ST8 x 40 6 8 12 5 2 10 3 40 58 M6 x 1
YT21092 6 X ST10 X 75 6 10 12 5 2 10 3 75 93 M6 x 1
YT21093 12.7 x ST6 x 65 12.7 6 22 9 3 21 35 65 88 M12 x 1.75
E YT21094 12.7 x ST8 x 65 12.7 8 22 9 3 21 4 65 88 M12 x 1.75
= YT21095 12.7 x ST10 x 65 12.7 10 22 9 3 21 4 65 88 M12 x 1.75
M= YT21096 15.875 X ST6 x 65 15.875 6 25 9 3 24 4 65 88 M12 x 1.75
23 YT21097 15.875 x ST8 X 65 15.875 8 25 9 3 24 4 65 88 M12 x 1.75
o YT21098 15.875 X ST10 X 65 15.875 10 25 9 3 24 4 65 88 M12 x 1.75
I
e
SO
I WA v &  Applicable Cutters
NAR PRI TSA R BEVUYER 7514XAvAR
HSS Small Screw Slotting Saws Solid Carbide Slotting Saws
£~ xS =50
2 INE | Z4Jzy b
' LB REROI- KT9
A SFM SDFM
|
AN
NS TSUNE
o K10
~ CSS
N
AiE E# INE A Az E#H NEE A
Eﬁﬂ( Dia of Mill Width Bore Dia  NNumber of Dia of Mill Width BoreDia  Number of
%{: 20 0.1~1 (0.05&) 6 56 20 0.1 ~0.45 (0.05 £v) 6 60
R 20 1.06~2 (0.05&) 6 42 20 05~2 (01&w) 6 60
— 25 0.1 ~0.95 (0.05 ") 6 72 25 0.1~2 (0.1&0M) 6 60
i 25 1~2 (0.05&0) 6 56 30 0.1~2 (0.05&W) 6 90
"’f 25 21~3 (01w 6 56 30 21~3 (0lew) 6 90
+ 30 02~1 (0.06&m) 6 100 45 0.1~2 (0.05&w) 127 90
L 30 1.1~2  (01&) 6 100 45 21~3 (01ew) 12.7 90
45 0.1~1 (005&Lr) 127 90 45 01~2 (01&M) 12.7 120
45 1.1~2 (01&w) 12.7 90 45 2~3 (05&W) 12. 120
45 25~4 (05w 12.7 90 45 0.1~2 (0.05&w)  15.875 90
45 0.1~1 (0.05&0)  15.875 90 45 21~3 (0lew) 15.875 90
45 1.1~5  (01&w) 15.875 90 45 01~2 (01ew) 15.875 120
45 0.1~3 (01&w) 15.875 120 45 2~3 (05&0) 15.875 120
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Machine Tooling / Corner Gauge W=V Q—F ==

| Revo Chuck (YS12-NPC6)

B LARF vy ERFILA—

Carbide Revo Chuck Extension Holder

BFHLOLY FIAPPULCEET ST BBICAOY Ty v v I ~EEARE,
BRmE LAY Ty v Y RO R WEIBITEICH G L.
BUNERCRER A &7 — o ARICEDE 2T 2 R,
dLyhk L
5 ‘E
e — 53
»
RILT—
I LEF¥vyo 2y b RevoChuck Set
Iy FRE  FAZ—1K
2r7he3 04 o6 S1E ¥ —1No. o E
Tool No. Code No.
YT23630 YS12-NPC6-70S
YT23631 YS12-NPC6-100S
YT23632 YS12-NPC6-150S
YT23633 YS12-NPC6-200S
Fo—/N—
I LEFryv o SmES Revo Chuck (Spare Parts)
[LARF vy o mLZ— (GBIESR) [LARFrvys aLy b [LEFrvyy Fo—n— (D&ERL)
Y —JVNo. BE LFi& Y —JVNo. BE AE ¥ —JVNo. BE Ltz P~
Tool No. Code No. L Size Tool No. Code No. Inner Dia. Tool No. Code No. L Size Screw Size
YT23634  YS12-NPC6-70 70 YT23642 YNPC6-3 3 YT23638 YNPC6-70 55 M5x0.8
YT23635  YS12-NPC6-100 100 YT23643 YNPC6-4 4 YT23639 YNPC6-100 85 M5x0.8
YT23636  YS12-NPC6-150 150 YT23644  YNPC6-6 6 YT23640 YNPC6-150 135 M5x0.8
YT23637  YS12-NPC6-200 200 YT23641 YNPC6-200 185 M5x0.8

120

L

CMI> K

2
BS
H3
X3
\_

Fi#x

ATYVLR

TR

7 'C—‘)l,-

>

ST
I RE-K37405 I

DLCO—F+

a

CMIYRI)L
(N1 R)

XTREME
DUES

NI
)=

B
S4vI1E

Y=y
e




Machine Tooling / Corner Gauge W=y GeQ—F—4H—-

)7

T

Q=== (ERMIRRRELR)

Corner Gauge (Origin Setter for Inclined Machining)

—Z

CMI> K

RE
— =
[
B
_____|
X
A
AY
N
X
|
AK
N ) BERBOH 27— ORSRIEPTEE Y H L%,
®in Y —J\No. ZAE—F 4 HOBRBICER,
| Tool No. ?iﬂéﬂ)fbﬁiﬁ#ﬁﬂﬂl IcEF %z)ﬁ,ﬁ%&ﬁ’@#‘}ﬁ%ﬂ DHELICHADS
b? YT22505 @%ﬁ@%ﬁi%*ﬁﬁ@%%%\ 3—7‘—’7’—’2@5%?!5]’6
Q'E KIS BRR.
Ry, FEATEX X Lo, 2BA LY ICHT 2 NENTORBES
— MEWICALIED T LR <« BATT RV
n Strong magnet
I [ ERAE
= DT—HBER T —TIWD LI o5y T LTaA—F—H—D%

TROKLSICEIMIFET,
@I—7F—7—YDEmEERT A AN—FICLVIFERAET 5.
@H5HLH. LT, ROTEEHERICEIVTRHELTEE

STEBROTEDNKRBEOMIMELGVET,

"JE L2 U
Q< R TsiNe, A2cose Al cose R
i /
= N L1, L2: BINT 3%
A1 A2EEE
T O—JE
0 MERAE
° Bt
n L1=R+Alcos6
9 L2=R+Tsin 6 +A2cos 6
|
By v
|
A
Ei I Emﬁ] Example of use
X
|rE% | 7—/%H1Y | & (7 — 2 fER)
X SR i)
Q\\_]\ EE g
R/_,\ . ) o
mf : , N £
o {\ : /? i} i
N : / )
N o
i} SEE
+
1
nl

2
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CAUTION

BBk LDER

~ CEAWVWEEESHIIC ~

YMKTERE A RRICSERA VAR B, S—E0EEBSEVEL LT ET,

EAEDIFEFEE

O ITEZ7T—RH oMY HTBREITEORUHLISEEL T LS W,
O TEZFEATIRICKRRTENMEEVAWLWHZAE L THEREZ L TLZE W,

O TEDHEZERERF THMNAWVRICEDISEEL TLEI W,
T2 o DIREEY CEBANDERERIIFREFR REEZFEAL TN,

O NEYILERAEFPAHEDBIUMIFER LBV TS,

O ITEZHELIY HENLAFPERLNAE (A4S EBSTEBERL DA Y.
TEABE. REL CIL 2T 5BELIHY 7,
BENN— REXAAXFOREFEZFERAL TLLZE W,

O EEFOTE MIYFICHMBEILZLETDOTIRFICShoBNTLRI N,
T 1B ADHEKRBEPFREEAL TWVWDE EEZRAFIFNIENDHY £7,
zhozdALIRKETOMIELAEVnTLZE W,

O HIRHRIIMAREDSEEE LTS W,
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