Tungsten Garbide End Mills
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4 1 F 4 Flutes AERE| %) —K SEEERZXHIITFIURI)L High Efficient Square End Mills with Variable Pitch and Lead

H4 X Size p3~12

uT N B | rsqam frsu—x
c x E s % COAT e 9 &S NEW

T IEHEIM TR YOODIBEICHEEE) Material Applications (¥x Highly Recommended © Recommended O Suggested)
# Hl # Work Material

R a2 | -8 AN F2:t 3 TFIE 45774k el #iE |HIAAVEE| FAUAS |BRRES| BEAE | B
CARBON  ALLOY | PREHARDENED HARDENED STEELS CAST IRON| ALUMINUM [GRAPHITE | COPPER |PLASTICS | GLASS |[TITANIUM | HEAT |CEMENTED| HARDBRITTLE
STEELS | STEELS | = STEELS ALLOYS FILLED | ALLOYS |RESISTANT| CARBIDE |NONETALLC)
$45C SK/SCM NAK | ~55HRC | ~60HRC | ~70HRC PLASTICS ALLOYS

S55C Sus HPM
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Variable Division & Lead design minimizes vibration and chattering.

Selected high toughness and chip resistant carbide material.

Optimized flute design offers outstanding high efficiency milling and fine finishing.
Low friction coating resulting in excellent chip evacuation and resistance to wear.
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o cl> o oI ) A The shank taper angle shown is not an exact value and to avoid
a a contact with the work piece, we recommend the user controls the
- - precise value of this angle. Shank taper angle should not make
L contact with the work piece.
45t 14 BU% Total 14 models BT Unit (mm)
BE sz R A IT—NNA 2R PR TEfifl
Model Outside Length Shank Taper Overall Shank Price
Number Diameter of Cut Angle Length Diameter
¢D ) Bta L ¢d ¥

CXES 4030-0750 3 7.5 16° 50 6 7,000
CXES 4035-0900 3.5 <) 16 60 6 8,270
CXES 4040-1000 4 10 16° 50 6 7,350
CXES 4045-1150 4.5 115 16° 60 6 8,840
CXES 4050-1250 5 125 16° 50 6 7,900
CXES 4055-1400 5.5 14 16° 60 6 9,120
CXES 4060-1500 6 15 — 50 6 8,500
CXES 4065-1650 6.5 16.5 16° 60 8 11,970
CXES 4075-1900 75 19 16° 60 8 11,970
CXES 4080-2000 8 20 — 60 8 10,500
CXES 4085-2150 8.5 21.5 16° 70 10 13,870
CXES 4095-2400 9.5 24 16° 70 10 13,870
CXES 4100-2500 10 25 — 70 10 12,500
CXES 4120-3000 12 30 = 90 12 17.800




CXES tHI%&#3& Milling Conditions

BIEYIE] Side Milling

Rl
WORK MATERIAL

e 5]
CARBON STEELS
S45C/S50C#tstikt Annealing Materials

A&
ALLOY STEELS
SK/SCM#Eighi#t Annealing Materials

X7 > L X SUS304
STAINLESS STEELS
X TELROERNLEATT,

fAIELIHI Side Milling

Qp : BABDOYHAHKFEE Axial Depth (mm)
H’ﬁe Qe I FEHEDOYHAHRE Radial Depth (mm)

(~225HB) (225~325HB) Use water soluble or oil coolant.
B sz [EEREIES b-0p:3:4 [BEREIES % V) TREE (B4R V) REE
Model Outside Spindle Feed Spindle Feed Spindle Feed
Number Diameter Speed Rate Speed Rate Speed Rate
(mm) (min™) (mm/min) (min”™") (mm/min) (min’) (mm/min)
4030-0750 3 8,500 1.200 8,500 900 10.000 640
4035-0900 3.5 7.800 1.250 7.500 950 8.600 680
4040-1000 4 7.200 1.350 6,700 1.000 7.500 730
4045-1150 4.5 6.550 1.400 6.000 1,050 6.300 770
4050-1250 5 6.000 1.500 5,400 1.100 5,400 810
4055-1400 6.5 5,450 1,650 4,900 1.150 4,900 810
4060-1500 6 5,000 1.600 4,500 1,200 4,500 810
4065-1650 6.5 4,400 1.500 3.950 1.150 3.950 780
4075-1900 7.5 3.500 1,400 3,250 1.100 3.250 750
4080-2000 8 3.000 1.300 2,900 1.050 2,900 720
4085-2150 8.5 2,550 1.200 2.450 1.000 2,450 680
4095-2400 9.5 1,950 1,050 1,900 950 1.900 620
4100-2500 10 1,600 1.000 1,500 900 1,600 580
4120-3000 12 1,200 800 1,200 750 1,200 540
TAAZRE Milling Amount ap: £F R All flute ap: £FK All flute ap: £FR All flute
(mm) de: 0.2D de: 0.2D 8e: 0.1D
il TUN— K48 BEANEE
WORK MATERIAL PREHARDENED STEELS HARDENED STEELS
HPM/NAK SKD/SKT/STAVAX
(30~45HRC) (45~55HRC)
% sz [EERETES 3% V)R [EEREY:S b-0%:3: 4
Model Outside Spindle Feed Spindle Feed
Number Diameter Speed Rate Speed Rate
(mm) (min™) (mm/min) (min™) (mm/min)
4030-0750 3 7.400 630 5,900 500
4035-0900 3.5 6.500 640 5,200 510
4040-1000 a4 5,900 650 4,700 520
4045-1150 4.5 5,300 660 4,250 520
4050-1250 5 4,800 680 3.850 530
4055-1400 5.5 4,350 680 3.500 530
4060-1500 6 4,000 680 3.200 540
4065-1650 6.5 3,500 660 2,850 530
4075-1900 7.5 2,850 620 2,250 510
4080-2000 8 2,500 600 2,000 500
4085-2150 8.5 2,150 550 1,700 490
4095-2400 9.5 1,750 480 1,350 470
4100-2500 10 1.500 430 1,200 450
4120-3000 12 1,000 320 960 420
YHAHZRE Milling Amount ap: 27K All flute ap: £FE All flute
(mm) &e: 0.2D &e: 0.1D




CXES t&I%#% Milling Conditions

EYIHI Slotting

A s G 27 > L X8 SUS304
WORK MATERIAL CARBON STEELS ALLOY STEELS STAINLESS STEELS
S45C/S50CHkEs# Annealing Materials SK/SCM#tstidt Annealing Materials i YELAOERYBETT,
(~225HB) (225~325HB) Use water soluble or oil coolant.
B Sz Bk ) EE El#RiRE ) EE [EIE3EYE S 3% V) RPE
Model Outside Spindle Feed Spindle Feed Spindle Feed
Number Diameter Speed Rate Speed Rate Speed Rate
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
4030-0750 3 8,500 600 8,500 400 10,000 360
4035-0900 3.5 7.800 620 7.500 420 8,600 380
4040-1000 4 7.200 650 6.700 450 7.500 400
4045-1150 4.5 6.550 670 6.000 470 6,300 430
4050-1250 5 6,000 700 5,400 500 5,400 460
4055-1400 5.5 5,450 700 4,900 500 4,900 460
4060-1500 6 5,000 700 4,500 500 4,500 460
4065-1650 6.6 4,400 650 3.950 450 3,950 420
4075-1900 7.5 3,500 5560 3.250 380 3.250 380
4080-2000 8 3.000 500 2,900 360 2,900 360
4085-2150 8.5 2,550 450 2,450 330 2450 310
4095-2400 9.5 1.950 400 1.900 300 1.900 250
4100-2500 10 1.600 380 1,600 270 1.600 220
4120-3000 12 1,200 300 1,200 210 1.200 180
A3 .
ﬂJ;_J;EEé(MlIIlng Amount a: 1D a: 1D a: 05D
m)
il TUN— K4 AN
WORK MATERIAL PREHARDENED STEELS HARDENED STEELS
HPM/NAK SKD/SKT/STAVAX
(30~45HRC) (45~55HRC)
BE SE [EEREY:S 3% V) R B3 B 3% V)RR
Model Outside Spindle Feed Spindle Feed
Number Diameter Speed Rate Speed Rate
(mm) (min™") (mm/min) (min™") (mm/min)
4030-0750 3 7.400 320 7.400 360
4035-0900 3.5 6.500 350 6.500 370
4040-1000 a4 5,900 390 5,900 380
4045-1150 4.5 5,300 410 5,300 390
4050-1250 5 4,800 440 4,800 410
4055-1400 5I5) 4,350 440 4,350 420
4060-1500 6 4,000 440 4,000 440
4065-1650 6.5 3.500 420 3.500 400
4075-1900 7.5 2,850 400 2,850 370
4080-2000 8 2,500 390 2,500 340
4085-2150 8.5 2,150 330 2,160 300
4095-2400 9.5 1,750 270 1,750 270
4100-2500 10 1.500 220 1.600 240
4120-3000 12 1.000 180 1.200 220
YA AR E Milling Amount . .
(mm) ap: 1D ap: 0.5D

BHI Slotting

_l_Ei ap : BAEOEYNAHRE Axial Depth (mm)

*,‘ D }_7 D : TE4% Outside Diameter (mm)

5% :
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Note:

- Decrease both spindle speed and feed rate proportionally in case of chattering.

- These milling parameters are calculated based on the shortest overhang length. Longer overhangs may require an adjustment to the milling parameters.
+ Reduce the milling amount and feed rate in accordance with required milling precision.

- Every coolant offers stable milling.

- Recommend water soluble or oil coolant for Stainless Steels and Copper.



4 A 4 Flutes FEHE| FZF)—K SHEEOVT RYIRIIT7IVR)L High Efficient Long Neck Square End Mills with Variable Pitch and Lead

BA4X Size p1~12

A =0 S BZ0 ) B BE
| KoY B ) Bt Y R Additional 7 Models

FHNHEIMER GYOODIEICHEE) Material Applications (¥¢ Highly Recommended © Recommended O Suggested)
# Hl # Work Material

R%H &%8 | v BEANGE f2373 TFILE 55774k R #iE |[H3AAVEE| FAUAE | BRRES| BESE | B
CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON| ALUMINUM [GRAPHITE | COPPER |PLASTICS | GLASS |[TITANIUM| HEAT |CEMENTED| HARDBRITTLE
STEELS | STEELS STEELS ALLOYS FILLED | ALLOYS |RESISTANT| CARBIDE |NONUETALLC)
$45C | SK/SCM NAK | ~55HRC | ~B0HRC | ~70HRC PLASTICS ALLOYS

S55C SUS HPM

TEHE-FEY—NEHTEEVIRENZ I,
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o =TV MBEER 21 TE L. RBOYIT B b EHBEFE M2 R,
§ Variable Division & Lead design minimizes vibration and chattering.
o Selected high toughness and chip resistant carbide material.
2 Optimized flute design offers outstanding high efficiency milling and fine finishing.
Low friction coating resulting in excellent chip evacuation and resistance to wear.
S % 3| /tha ST —NBRERTT,
Q a4 - T2 EDTHH DRESE R Y TRRL THRBL A,
g 8 <. - S TERET— T DERMICTERLES,
o OI o oI ) A The shank taper angle shown is not an exact value and to avoid
a a - contact with the work piece, we recommend the user controls the
- - ) precise value of this angle. Shank taper angle should not make
— - 1 L contact with the work piece.
&5t 18 B4& Total 18 models BT Unit (mm)
BE Faxz3 BIE AL B S IT—INA &R Sy o | Eff 7—7ARAICHT BIRBEIER
Model Outside Effective Length Neck Shank Taper Overall Shank Price Effective Length by Inclined Angles
Number Diameter Length of Cut Diameter Angle Length Diameter
¢D 21 2 ¢di Bta L ¢d ¥ 30’ 1° 1° 30/ 2° 3
CXS 4010-030 1 3 1.5 0.96 16° 50 4 6,520| 325| 33b| 347 3b9 | 3.86
CXS 4015-045 1.5 4.5 2.25 1.46 16° 50 4 6,620, 466| 481| 497| 5.15| 553
CXS 4020-060 2 6 3 1.94 16° 50 4 6,100 624 | 644 | 666 | 689 741
CXS 4025-075 2.5 7.5 3.75 2.44 16° 50 4 6,100 7.79| 804 | 831 | 86 925
CXS 4030-090 3 9 45 595 . 50 6 7,000, 9.34| 964 | 9971031 |11.09
CXS 4030-160 16 ' 70 6 7630|1656 |17.1 |17.67|18.28 |19.65
CXS 4040-120 a 12 5 386 16 50 6 7,350 1261|1302 |1346 1392 | 14.97
CXS 4040-210 21 ' 70 6 | 80102189226 |23.36(24.17 | i,
CXS 4050-150 . 15 456 . 50 6 | 7.900/15.7 [16.21 /1676 | 25 | 225
7.5 . ; e e
%| CXS 4050-260 26 70 B | 8610/27.05|27.93 | wiewse | romronne | romronse
CXS 4060-180 18 50 B | 8500 it it | voberne | voericee | oo
| CXS 4060-320 6 32 9 5.66 o 70 o) 9o70| TEEL | FEEL | AL | FaEL | FssL
- 24 60 8 10500 witic. | whiie v | vomroie | o
CXS 4080-240 8 12 /.82 o Foal | FHal | FEEL | FHEL | FaEL
% | CXS 4080-420 42 90 8 |NASE) i e [ | [ e
CXS 4100-300 o 30 080 70 10 12500 i e
] 5 ) _ Y S
% CXS 4100-520 52 100 10 | 131530 ommrewc | i
CXS 4120-360 \2 36 o - 90 12 [17.800 . ' o Wi
% CXS 4120-620 62 ' 110 12 | 19,400 ometesme | nevmetetne | nomerece | nomateoms | vormetosc




CXS tIHIZ&4E Milling Conditions

HIEYIAE Side Milling

EHIA e A&l 27 > L X8 SUS304
WORK MATERIAL CARBON STEELS ALLOY STEELS STAINLESS STEELS
S45C/S50CHshM Annealing Materials SK/SCM#Estidt Annealing Materials i PIELRDERN AT T,
(~225HB) (225~325HB) Use water soluble or oil coolant.
B SME | BRR | EERE | %YERE ap e EEEE | %V EE ap Qe EREE | 3V EE D e
Model Outside | Effective Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number | Diameter | Length Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (min™") (mm/min) (mm) (mm) (min’") (mm/min) (mm) (mm) (min’") (mm/min) (mm) (mm)
4010-030 1 3 18,000 780 1.00 0.30 18,000 600 1.00 0.30 14,500 400 1.00 0.30
4015-045 1.5 4.5 13,500 970 1.50 0.45 13,500 750 1.50 0.45 13,300 420 1.50 0.45
4020-060 2 6 11,000 1,170 2.00 0.60 11,000 900 2.00 0.60 12,200 450 2.00 0.60
4025-075 2.5 7.5 9,500 1,180 2.50 0.75 9,500 900 2.50 0.75 11.000 550 2.50 0.75
4030-090 3 9 8,600 1.200 3.00 0.90 8,500 900 3.00 0.90 10.000 640 3.00 0.90
4030-160 16 8,500 1,200 3.00 0.60 6.800 720 3.00 0.60 8,000 510 3.00 0.60
4040-120 a 12 7.200 1,350 4.00 1.20 6,700 1,000 4.00 1.20 7.500 730 4.00 1.20
4040-210 21 7.200 1.350 4.00 0.80 5,300 800 4.00 0.80 6.000 580 4.00 0.80
4050-150 5 15 6.000 1,500 5.00 1.50 5,400 1.100 5.00 1.50 5,400 810 5.00 1.50
4050-260 26 6,000 1,600 5.00 1.00 4,300 880 5.00 1.00 4,300 640 5.00 1.00
4060-180 6 18 5,000 1,600 6.00 1.80 4,500 1,200 6.00 1.80 4,500 810 6.00 1.80
4060-320 32 5,000 1,600 6.00 1.20 3.600 960 6.00 1.20 3.600 640 6.00 1.20
4080-240 8 24 3.000 1.300 8.00 2.40 2.900 1.060 8.00 2.40 2,900 720 8.00 2.40
4080-420 42 3,000 1,300 8.00 1.60 2,300 840 8.00 1.60 2,300 570 8.00 1.60
4100-300 10 30 1,600 1,000 10.00 3.00 1,500 900 10.00 3.00 1,500 580 10.00 3.00
4100-520 52 1,600 1,000 10.00 2.00 1,200 720 10.00 2.00 1,200 460 10.00 2.00
4120-360 12 36 1.200 800 12.00 3.60 1.200 750 12.00 3.60 1,200 540 12.00 3.60
4120-620 62 1,200 800 12.00 240 950 600 12.00 2.40 950 430 12.00 240
A TUN—F 48 JEA 158
WORK MATERIAL PREHARDENED STEELS HARDENED STEELS
HPM/NAK SKD/SKT/STAVAX
(30~45HRC) (45~55HRC)
BE sz AR L33 3% V) RE ap e [EE3E3: 3 V) R ap Qe
Model | Outside | Effective Spindle Feed Axial Radial Spindle Feed Axial Radial
Number |Diameter | Length Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (min") | (mm/min) (mm) (mm) (min') (mm/min) (mm) (mm)
4010-030 1 3 12,900 400 1.00 0.30 12,900 180 1.00 0.15
4015-045 1.5 4.5 10,500 500 1.50 0.45 9,500 280 1.50 0.225
4020-060 2 6 9,350 560 2.00 0.60 8,200 390 2.00 0.30
4025-075 2.5 7.5 8,300 610 2.50 0.75 7.800 510 2.50 0.375
4030-090 3 9 7.400 630 3.00 0.90 7.400 630 3.00 0.45
4030-160 16 5,900 500 3.00 0.60 7.400 630 3.00 0.30
4040-120 a 12 5,900 650 4.00 1.20 5,900 650 4.00 0.60
4040-210 21 4,700 520 4.00 0.80 5,900 650 4.00 0.40
4050-150 5 15 4,800 680 5.00 1.50 4,800 670 5.00 0.75
4050-260 26 3,800 540 5.00 1.00 4,800 670 5.00 0.50
4060-180 6 18 4,000 680 6.00 1.80 4,000 680 6.00 0.90
4060-320 32 3.200 540 6.00 1.20 4,000 680 6.00 0.60
4080-240 8 24 2,500 600 8.00 2.40 2,500 630 8.00 1.20
4080-420 42 2,000 480 8.00 1.60 2,500 630 8.00 0.80
4100-300 10 30 1,500 430 10.00 3.00 1,500 570 10.00 1.50
4100-520 52 1,200 340 10.00 2.00 1.500 570 10.00 1.00
4120-360 12 36 1,000 320 12.00 3.60 1,200 530 12.00 1.80
4120-620 62 800 250 12.00 240 1,200 480 12.00 1.20

fIEIEI Side Milling

L v EBEOEHRAZRE Axial Depth (mm)
4,{ e | Qe ¥FHEDYHAARE Radial Depth (mm)

ap |




CXS tI4I%% Milling Conditions

EYIH] Slotting

HEIM RFRH CEx 27> L X SUS304
WORK MATERIAL CARBON STEELS ALLOY STEELS STAINLESS STEELS
S45C/S50CHKEsfiM Annealing Materials SK/SCM#Etidt Annealing Materials i PEROERPLEATT .
(~225HB) (225~325HB) Use water soluble or oil coolant.
E SE AR EERE V)R ap R 3% V)R ap EEERE 3%V RE ap
Model Outside | Effective Spindle Feed Axial Spindle Feed Axial Spindle Feed Axial
Number | Diameter | Length Speed Rate Depth Speed Rate Depth Speed Rate Depth
(mm) (mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm) (min™") (mm/min) (mm)
4010-030 1 3 18,000 300 1.00 18.000 300 1.00 14,500 280 0.50
4015-045 1.5 4.5 13,500 450 1.50 13,500 400 1.50 13.300 300 0.75
4020-060 2 6 11,000 600 2.00 11,000 400 2.00 12,200 320 1.00
4025-075 25 7.5 9,500 600 2.50 9,500 400 2.50 11,000 340 1.25
4030-090 9 8.500 600 3.00 8.500 400 3.00 10,000 360 1.50
4030-160 3 16 8.500 600 2.25 6,800 320 1.50 8,000 280 0.90
4040-120 12 7.200 650 4.00 6,700 450 4.00 7.500 400 2.00
4040-210 4 21 7.200 650 3.00 5,300 360 2.00 6,000 320 1.20
4050-150 15 6.000 700 5.00 5,400 500 5.00 5,400 460 2.50
4050-260 s 26 6.000 700 3.75 4,300 400 2.50 4,300 360 1.50
4060-180 18 5,000 700 6.00 4,500 500 6.00 4,500 460 3.00
4060-320 & 32 5,000 700 4.50 3.600 400 3.00 3.600 360 1.80
4080-240 24 3.000 500 8.00 2.900 360 8.00 2,900 360 4.00
4080-420 8 42 3.000 500 6.00 2,300 280 4.00 2,300 280 2.40
4100-300 30 1,600 380 10.00 1,500 270 10.00 1,600 220 5.00
4100-520 0 52 1.600 380 7.50 1,200 210 5.00 1,200 170 3.00
4120-360 12 36 1.200 300 12.00 1,200 210 12.00 1,200 180 6.00
4120-620 62 1,200 300 9.00 950 160 6.00 950 140 3.60
I TUN— K4 BEANER
WORK MATERIAL PREHARDENED STEELS HARDENED STEELS
HPM/NAK SKD/SKT/STAVAX
(30~45HRC) (45~55HRC)
% sz HHE ElmRE ®)EE ap EEEE % V)R ap
Model Outside | Effective Spindle Feed Axial Spindle Feed Axial
Number |Diameter | Length Speed Rate Depth Speed Rate Depth
(mm) (mm) (min™") (mm/min) (mm) (min™) (mm/min) (mm)
4010-030 1 3 12,900 170 1.00 12,900 60 0.25
4015-045 1.5 4.5 10,500 230 1.50 9,600 120 0.375
4020-060 2 6 9,350 280 2.00 8,200 180 0.50
4025-075 25 7.5 8.300 300 2.50 7.800 270 0.625
4030-090 9 7.400 320 3.00 7.400 360 1.50
4030-160 3 16 5,900 250 1.50 A N/A A N/A A N/A
4040-120 12 5,900 390 4.00 5,900 380 2.00
4040-210 4 21 4,700 310 2.00 AE N/A AE N/A AE N/A
4050-150 15 4,800 440 5.00 4,800 410 2.50
4050-260 s 26 3.800 350 250 A N/A A N/A A N/A
4060-180 18 4,000 440 6.00 4,000 440 3.00
4060-320 & 32 3.200 350 3.00 AE N/A AE N/A AE N/A
4080-240 24 2.500 390 8.00 2,500 340 4.00
4080-420 8 42 2,000 310 4.00 A N/A A N/A A N/A
4100-300 30 1,500 220 10.00 1,500 240 5.00
4100-520 0 52 1,200 170 5.00 AE N/A AE N/A AE N/A
4120-360 12 36 1.000 180 12.00 1,200 220 6.00
4120-620 62 800 140 6.00 A N/A AE N/A A N/A

AR 5D LIEDOBEA NI IC DOV TIIRRE ZHAL £ &0,
Contact our sales when milling hardened steels with L/D=5 or longer effective length tools.

v 7&40HI Slotting
® @ #AEOMIAHES Axial Depth (mm)
4_{ D }‘; D : TE44% Outside Diameter (mm)

f#E :

cEEUNRETIHER. AHEEE RV EREERUERTTI TS0,

CREHURPREELDF v X2 JRE (B LEP VMR, v > 77— /MBEDF v v x> 7)) EBELLRHFRTT,
CITHEEZERS NS R)EE - hAARS EBES LTS,

C KM RETIEDE. FALIX N IT7TO-OVTAICEVWTHRE L ZMNIHREET T,

c AT LA ESADITICIEAKEMS U < ImMETIHIR & #HER L £,

Note:

+ Decrease both spindle speed and feed rate proportionally in case of chattering.

« These milling parameters are calculated based on the shortest overhang length. Longer overhangs may require an adjustment to the milling parameters.
+ Reduce the milling amount and feed rate in accordance with required milling precision.

+ Every coolant offers stable milling.

+ Recommend water soluble or oil coolant for Stainless Steels and Copper.



MIZEH Milling Example S55C CXES¢10

I~ EFET1ARTIMI 1 X Size :
Roughing and finishing with a single tool 105 X 92 X 20 mm
3£A1T Roughing f+_EJHIT Finishing &

EHAIE Tool fiEE 4 87 Conventional 4 Flutes | CXES 4100-2500 CXES 4100-2500

MIEAL Milling Part I / % Side / Groove JEE Bottom [ Al Side

E#%E  Spindle Speed 2,600 min’' 2,500 min’' 1,600 min’’

3% )3RE Feed Rate 525 mm/min 1,500 mm/min 380 mm/min 1,000 mm/min

it?;:%o;gh”&ﬁ%é &k 20 mm 19.9 mm 0.1 mm 0.1 mm

¥?§_7ﬂ510)t7] VRAHRE Ge 0.7 mm 1.2 mm 0.4 mm 0.1 mm

Radial Depth

Y =35> b Coolant SATETEE Ol JRIELTEA Oil

HNIEEBE Milling Distance — 11.5m 1.5m | 0.7m "

BEZ Efficiency * 1 4.8 — ',"?}ch Enlarged view

*BER | X V)EE X & X 8. Efficiency : Feed Rate X Axial Depth X Radial Depth <

+_F (F @& Finishi f;
FEMT CHARD 4 KT ISH U 4.8 EOMIAEES =R f ISNTE STECE

4.8 times milling efficiency compared to conventional 4 flutes when roughing

: [ Bottom fAli@ Side
#HNIEEBE2 1 m HEFMITHMIEDLY LEL
Total Milling Distance 21m No surface burrs after finishing process

T =6 Milling Example SUS304

#EAIE Tool CXS 4080-240 CXS Aft 27427 | B&E 37427
Company A Company B
[El#x%E Spindle Speed 5,000 min’'
1% )R E Feed Rate 600 mm/min
AROY) V) IAHRE ap
. 8 mm
Axial Depth
FBRABOY)AHRE Qe 3 CXS
Radial Depth mm SR THE
High Efficient
K Milling Video
7 —3 > bk Coolant JKiBMELIHIE Water Soluble [Sus304]
[El3==
PRIEERE Milling Distance 54m f o

HAFNICTEBEESMITEENTEXT |
MT&EMEFRMET T« > TORGETHER No tool chipping
Tested with competitor's roughing tool parameter

— 3 m— > == . . .

& A=y IRABEIY RZIVEUR LDER A Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills
ICRINESFERAWVAEECEBICIE. YEEEORES. 1Y  TOH X 4% PHEfE. Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious
ITEOEFREECLYREHPRAMIVOBHEL EEXLEREBEVrHINET accidents o injuries.
DT, +P9TEEBLESIV, BEILFINESHAEIYTTHS, BERICEL T Ignition or sparks generated during milling could lead to fire or extreme damage to the work piece.
+oTEELLEEL, End Mills are made with very sharp cutting edges and must be handled with extra care.
OUHICEEMN S EERETIZENHNETOT, ¥— AP SHREWABRF+HTIBL LS, @Never touch the cutting edge with your bare hands, as this could cause serious injury. Special caution is
@I FINEEELEBAE, MELADECERETECEn®Y ETOT, IR ZEBL 250, required when opening the package. ) - B
OIEANDEENEFPIEBBICL WV EHERI L. TEPRET I BN ETOT, T2HN @Dropping the tool could cause breakage or flying debris, leading to serious injury.

—RED P REDREEE TEAL LA, @During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to
OUHIRHRATHIRHENOBRERT 6O TT. EROMITIEHEMOME, MIMR, MHBIE T use protective items such as safety glasses and a face guard. o

HEOMITEICSLY . MIRHORBEIPVEELZBENHET, @For best results, fine parameter adjustment may be required, depending on the materials; milling shape
ORNDNE VANEDF I E ZERAC £ SV, METR ($1TF) KHVTIHRN EI2ME : Sumbl and strategy; machine rigidity and spindle capability.

TEEERLET, @Use a machine that has high rigidity and generates a low level of vibration.
OFENIENEZVIHIBDER LB T2 0, @Do not use flammable cutting oils.
A=y I RBELIY RI)VEBREROER Advisory for regrinding UNIMAX Tungsten Carbide End Mills
OBESELOMEENBICASHEVWE I DTREDNIBEBAL TLLE N, MEEFRVAELVEIBT @Never regrind the tool without wearing safety glasses and a face guard.

RRATEPFTLES L,

TV RIVOEMEHRVGDOEIETERET 4 R

UoNN 9 = s, wW— )l Bt et
UNION TOOL CO.

e 0120-60-2620

SIBRD | AMO:00~PM4:30 (+MBRUMRE - SAHABER <)
http://www.uniontool.co.jp

AHZOTROMRRIE. FEGLICEETRIEDNHYETDTTTEILEL,
Price & Specifications are subject to change without notice. o J
1504 CXES_1 6.5KA




