Good Products are Produced by Precise Carbide End Mills
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Carbide cutting tools are widely required to support the manufacturing

industries such as the aircraft,space and automobiles industries,also

from the most advanced field to die requiring nanotechnology like semiconductors.
We belive we can meet your requests with our original and creative technical skills.
On the other hand,we contribute to the resource conservation and the

global environmental protection through re-grinding and coating.
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d— FFE Coating Caracteristic

CKKAVIFIVIVFZIWYY—=X C.K.KORIGINAL ENDMILL SERIES

J— b TiAIN X200 CX400 DLC DIA
Coating type coat Coat coat coat coat
EEWE (HV) 2,800HV 3,300HV 3,500HV 3,400HV 5,000HV 9,000HV
BRE (um) 1~4 0.5~3 0.5~3 0.5~3 1.0~2.0 8
ickness(um)
ELRIRIREE (°C o o o o o o
bl LA 800°C 1,100°C 1,100°C 1,300°C 550°C 600°C
BiREs 0.35~0.40 | 0.30~0.35 | 0.30~0.35 | 0.25~0.35 <0.10 0.15
B RIxE 79 BAgRE Rt Rt
Dark Violet Light grey Dark grey Light brawn Black Black
— — AR AR HUSR o
THEERETE THEERETE REEIEIEN R IEIE MR R TEaY
Characteristic Standard Standard High hardness High hardness Non-Ferrous High hardness
High heat resistance | High heat resistance High heardness High heardness Welding resistance Non-Ferrous
Wear resistance Wear resistance High speed grade High speed grade corrosion resistance Welding resistance
corrosion resistance
wE En ET ET s as el
. A A EEER EEER - o
e 40-52HRC -45HRC 40-65HRC 40-65HRC Neg-GSHRC TILSEE
Steel Steel Prehardened Steel Prehardened Steel Aluminum Non-I?e rrous
Prehardened Steel | Prehardened Steel Hardened Steel Hardened Steel 5
Aluminum
e © © © © © ©
8
Mrsring A © © O O

ARSERTEEIE

Attention on Safety

CAUTION

3 OBest OBood /\Quite good XNo good
% Regraing to the application implied datum,it show a generally selected datum and could be changeable according to the applicable conditions.

OIELR—ZAHSIYHTIRIE. TEORUE LPHLEIRFICEEMNGEVESICHIERLTTEL,
When removing tool from case,be careful of getting-out of tools and don’ t touch directly the cutting edges.

ONAZERERF CHINELKSITLTIEL,
Never touch the cutting edges directly with bare hand.

@I E4AERHT ZRIIMIBT ERDBHYET DT, T h/N\— - (REAHRFEFEALTIEEL,
Use safety covers and eye protection, as tools may be broken.

@RIV EE, TEPIMIARICRE >EFERLTIEEL,
TEREFRIVAICLo>DW EEEL, IRNEMZZESICLTREL,
Use holders, etc. that match the tools and nature of the processing operations.
The tool should be firmly attached to the holder to prevent shaking.

@HIMEL oD EEELTFELY,

The work materials clamp firmly.

O ERUHHIMDTEZHSH CHIERL THLNTTEL,

Make sure of dimesions of tools work pieces before starting operation.
OJHIEAFIIINTYIERERICEDE T, BET2LEHHVET,

It is necessary to adjust conditions according to the dimentions of work materials and the machine.
OFBICECTHIHEEZEREL TFEL, .

TRAGREIEIMZER T 25 RIEMIRICREE T HATEPHIE T I KKDEEDBIET

PR ZE B TITOCTTFEL,

Select a cutting fluid appropriate to theparticular usage.
Using a non-water cutting fluid could lead to fires due to sparks generated during processing or heat caused by breakage.
Ensure that you take proper fire-prevetion measures.
OFEAPFICEE (VIHIE - (&) MRELIIREIE. FiEBITEEIESH TIEEL,

If abnormal sould, etc. occurs during processing, stop the machine immediately.

@I ENHEF LIEVTTFEL,

Don’ t modify tools.
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Guide Lines to Icons
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Y TIAIN O — b

(@18 TiAIN Coating
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ille DLC O— b
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T EB#4$# Tool Material

[c] BHNFEESE

-zheol Micro Grain Carbide

SMGE R4 Livke 1T Iy

izk7i) Super Micro Grain Carbide
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ZHIF7I FZIV Square End Mill

2IHRAIITIVEZN

2-Flute Square End Mill

EM2 L |

¢d
/(10” ,7
' = ¢D #\** JT-——"—"—1 — 1"

EM2060S | =

Iq% 'I'i Features QSDI -~ ) —7—7—}»7
@Wide Application available in work material from Steel to Alloy steel
4 olerance
@Addition to the original series of precision ultra-micro machining ﬂg‘}%’ ol
for aluminum alloys and plastic -0.02

@Reduce Chattering and provides an excellent machined surface.

@ |L\\“

ik 5

ZFAETIVIER| AR |T2/82 | s5omq1| 1S

ﬁiﬂ gﬁﬂﬂ %}_%]E_ﬂﬂ B E ANEH Hardened Steel

Carbon | Aj1o0 Steel Stainless |Aluminium| Copper | MW#&® hi .
Steel y Steel Steel ~45HRC | ~55HRC | ~60HRC [ ~65HRC | Castlron | “gieels Alloys Alloys | Ti/Ni Alloy | Graphite Resin

© | © | OO0 O

— ©=Best (O=Good

& MODEL %%
52 EM2005S 1 4 1
EM2010S 1 2.5 40 4 1
- EM2015S 15 3 40 4 1
) EM2020S 2 6 40 4 1
g EM2025S 25 7 40 4 1
“h EM2030S 3 8 45 6 1
EM2035S 35 8.5 45 6 1
EM2040S 4 11 45 6 1
59 EM2045S 4.5 115 45 6 1
gg EM2050S 5 12 45 6 1
2y EM2060S 6 13 50 6 2
7 EM2080S 8 19 60 8 2
EM2100S 10 22 70 10 2
32 EM2120S 12 26 75 12 2
&7 EM2160S 16 32 90 16 2
2% EM2200S 20 38 100 20 2
om
5
e B
2 )
=l
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HEIZEEIZZE standard Milling Condition

EM2

AYIT7 IV FZ IV Square End Milll

t

el
j[
[

—LKRd

picture.

@Use arigid and precise machine and tool holder.
@Select a cutting fluid appropriate to the particular usage.

@The table show standard milling guidance of perforating process as written

BtIHI Slotting

% )

HE L HYEE HEYIEE BEYIEE EYIEE
(mm) (min) (mm/min) (min?) (mm/min) (min?) (mm/min) (min?) (mm/min)
Di Revolu Feed rate Revolution Feed rate Revoluti eed rate Revolution Feed rate
0.5 17,00 50 14000 45 11000 30 9000 30
1 10,00 5 8500 535 6400 40 5200 35
2 5,50 0 4800 80 3800 55 3100 50
3 4,10 100 3500 85 2800 65 2300 60
4 3,400 135 2900 110 2200 70 1900 60
6 2,500 160 2100 135 1600 90 1300 65
8 1,900 160 1600 135 1200 85 1000 70
10 1,500 145 1250 120 950 75 800 65
12 1,250 120 1050 130 800 65 660 50
16 940 90 800 75 600 50 500 40
20 750 70 640 65 480 40 400 30
Deg{ﬁ'%%ut Ad<0.5D(D>p3) Ad<0.3D(p2<D=(p3) Ad<0.1D(D<2)
{AIELIEI Side Milling
al stee bo arbo o ol
= '3 045.A 1 0 ! 1o
%24 0 A W A =0
B YRR BYIEE BEYEE BYEE
(mm) (min?) (mm/min) (min?) (mm/min) (min?) (mm/min) (min?) (mm/min)
Di i rate Revolution Feed rate Revolution Feed rate Revolution Feed rate
0.5 17,00 50 14000 45 11000 30 9000 30
1 10,00 65 8500 Bb] 6400 40 5200 35
2 5,50 920 4800 80 3800 55 3100 50
3 4,100 100 3500 85 2800 65 2300 60
4 3,400 170 2900 140 2200 90 1900 80
6 2,500 200 2100 170 1600 110 1300 95
8 1,900 200 1600 170 1200 105 1000 100
10 1,500 180 1250 150 950 95 800 920
12 1,250 150 1050 130 800 80 660 75
16 940 110 800 95 600 60 500 55
20 750 90 640 80 480 50 400 45
Do At Ad<0.5D Rd<0.2D

. C.K.K CO.LTD. 12
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R IFIY Kb Square End Milll

CX200 2 HAR 7T T7 TV FE )V

2-Flute Square End Mill TiAIN Coat

CX200-EM2

CX200-EM2060S

Iq% 'I'i Features

@Wide Application available in work material from Steel (HRC45)

to Alloy steel

@Addition to the original series of precision ultra-micro machining

for aluminum alloys and plastic

@Reduce Chattering and provides an excellent machined surface.

L |
/ ¢d
<0
o] o] .
L
/ od

Iy

MNIRNZE Tolerance

0

-0.02

@Employs CX200 Coating
MG CX200
BB ANANN Coat
BRW | G2 | WHE BE ANEH Hardened Steel @ik RTAZBTIVIESR) WER | 72058 | y5orq| B
Stea” | Alloy steel Prefgrdened] _ 45HRC | ~55HRC | ~60HRC | ~65HRC | Castiron | *Geaie” |MAloye| Wb |TirNi Alloy| Graphite | Resin
©|l || o0 OO |0 |0
— ©=Best (O=Good
22 MODEL 2% | paz | /mE |
52 CX200-EM2005S 0.5 1 4
CX200-EM2010S 1 2.5 40 4 1
— CX200-EM2015S 15 3 40 4 1
) CX200-EM2020S 2 6 40 4 1
g CX200-EM2025S 25 7 40 4 1
g CX200-EM2030S 3 8 45 6 1
CX200-EM2035S 35 8.5 45 6 1
CX200-EM2040S 4 11 45 6 1
55 CX200-EM2045S 4.5 115 45 6 1
é 7 CX200-EM2050S 5 12 45 6 1
2 CX200-EM2060S 6 13 50 6 2
s CX200-EM2080S 8 19 60 8 2
— CX200-EM2100S 10 22 70 10 2
27 CX200-EM2120S 12 26 75 12 2
&% CX200-EM2160S 16 32 90 16 2
L34 CX200-EM2200S 20 38 100 20 2
o®|
)
e H
2
|2

1.3 €. KK C O, LT .



AU IT IV FZ IV Square End Milll

CX200-EM2

HESRANEISE(F standard Milling Condition

3 @The table show standard milling guidance of perforating process as written
D
|| 2 f[ picture.
@Use arigid and precise machine and tool holder.
b
T —H.Rd @Select a cutting fluid appropriate to the particular usage.
BtIHI Slotting

—ARIBIE AT . 3%, 3
Structural steel.Carbon steel %?Fﬁh%t%ﬁ?

(~20 EE
o 55400.545C.S50C & (lelf}éosﬁe;":) Pre(-hardened steel

TV

a2W TAN 2721 2 X
Alloy steel.Tool steel Ausmniti;j?;g!f“ steels HEE. EANE

Pre-harden Steel,
Hardened Steels

asenbs S| H\I'N

5 0. o
Work Material AISI 1045.AISI1049 30 ~ 45HRC) CENA1,NAK80,SKD
o S50C.SCM FaUEE s C
e Ra SSRK G
HHE EYIEE [ElEzE EYIEE z i
(mm) ( (mm/min) (min?) (mm/min) (min?) mi (mm/min)
Diameter Feed rate Revolution Feed rate Revolution Revolution Feed rate Revolution Feed rate
3 300 14000 100 9500 9000 67 8000
2 16000 300 7100 120 4800 80 4600 76 4000
3 11000 300 4700 140 3100 920 2900 86 2600 55
4 8000 300 3500 140 2300 90 2200 86 1900 55
6 5300 300 2300 140 1500 920 1400 86 1300 55
8 4000 300 1700 140 1100 920 1000 86 990 60
10 3200 300 1400 140 950 95 900 920 790 60
12 2700 300 1100 140 790 95 750 90 660 60
16 2000 300 800 140 550 95 500 90 450 60
20 1600 300 650 140 450 95 400 920 350 60
w‘g{ﬁlﬁ%u . Ad<0.5D(D>p3) Ad<0.3D(p2<D=(p3) Ad<0.1D(D<2)
{AIELIEI Side Milling
— ARSI R . 5 a&W.T E———
Structﬂsﬁll_s]tfe;erl_igz rﬁ?n!steel %ﬁlﬁﬁgstfﬂ Allol;'l ﬁgl.To%!;teel Au steni7;iz-thali,n;lks steels Eﬁg% ?eir;)s\gﬁj I
~ | re-| r , s
L $5400.545¢ 550C Alloyistes] Pre-hardened steel e Hardened Steels Al
JuCidMataral AISI 1045.A1ST1049 ERELRD (30~ 45HRC) Eyiyet CENAI.NAK80.SKD 7 E
##% FC250 oS SKDSLNA Titanium alloy (35~ 45HRC) 2 @
bAs EYIEE [ElEz EYIEE [ElEzE EYIEE [ElEzE iR [
(mm) (min?) (mm/min) (min?) (mm/min) (min?) mi
Diameter Revolution Feed rate Revolution Feed rate Revolution Revolution
1 20000 600 20000 220 16000 12000
20000 700 12000 250 8000 200 7600 190 6500 80 .
3 20000 750 9500 280 5800 220 5500 210 4700 920 & w
4 16000 800 7100 280 4300 220 4100 210 3500 920 I £
6 1060 900 4700 280 2900 220 2800 210 2300 920 n
8 8000 950 3500 280 2100 220 2000 210 1700 100
10 6400 950 2800 280 1700 220 1600 210 1400 100
12 5300 950 2300 280 1400 220 1300 210 1100 100
16 4000 950 1700 280 1000 220 950 210 800 100 [u]
20 3200 950 1400 280 800 220 760 210 650 100 V2 §
De;ntﬁjﬁ%ut Ad<0.5D Rd<0.2D ; @
9
e
72
I
P
Je
| Q
B3
Y 3
g
Ba
|IJ g
=
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ZHIFIKIIL Square End Milll

AARIIT IV FE)

4-Flute Square End Mill

EM4
EM4060S

- r T - T
I ﬁ :Ii Model Flute D
= Features

@Wide Application available in work material from Steel to Alloy steel
@Addition to the original series of precision ultra-micro machining
for aluminum alloys and plastic

oD

Type 2

o]
lﬂl‘a(.f

L |
/ ¢d
/1U ’7
=T —)
L
¢d
,7
HNIRNFE Tolerance
0
-0.02

X% | AW | AEW 1 E AN Hardened Steel ATZE TIVSES MES | 22082 | 557041
o | Aoy steel Prefardened_45Re [ ~55HRC [ ~60HRC | ~65HRC | Castiron | S@iniess |Alyminiim | - Coprer |/i Alloy| Graphite | Resin

@Reduce Chattering and provides an excellent machined surface.
C
@ INANNN
TaiRs

© | ©

©=Best (O=Good

g7 MODEL % 5
7
52 EM4030S 3 8 45 6 1
EM4040S 4 9 45 6 1
EM4060S 6 13 50 6 2
& EM4080S 8 19 60 8 2
2T EM4100S 10 22 70 10 2
W EM4120S 12 26 75 12 2
EM4160S 16 32 20 16 2
o EM4200S 20 38 100 20 2
) Z HELRYDEISRMEF standard Milling Condition
«Q
g *J @The table show standard milling guidance of perforating process as written picture.
ik @Use a rigid and precise machine and tool holder.
— @Select a cutting fluid appropriate to the particular usage.
x 7
27
a4
3 ; {AIELDEI Side Milling
s.,;EEEE’E..-;;Eﬁ“&“. #EW, 228 Alloy SasiTool wteel P 02
I ~
Wkt | SEEREGRRE, P ggremeaged
B 8% FC250 SKD6LNAK
B Cast Iron SI H13
39 = Y Y EYEE
@ il (min?) (mm/min) (min?) (mm/min)
5 I Revoluti Feed rate Revoluti r: Feed rate
a B 4100 150 3500 130 2800 00 2300 90
2 3400 260 2900 210 2200 40 900 120
6 2500 300 2100 260 1600 70 300 140
E 1900 300 1600 260 1200 60 000 150
. 10 1500 270 250 230 950 40 800 35
of 12 1250 230 1050 200 800 120 660 110
=Y 16 940 70 800 40 600 90 500 80
g 20 750 40 640 20 480 75 400 70
D Ads0.05D Rd<15D Rd<0.2D

1.5 C.K.K C O, LT .



AYIT7 IV KZ IV Square End Milll

CX2004 AH AT T7 IV FEIV

4-Flute Square End Mill TiAIN Coat

CX200-EM4

CX200-EM4060S

T
Model Flute D

L |
/ ¢d
10
T N — )
L
84

Iﬁ 'l'i Features

A3

o]

@4 Fluted endmill for general application.
@Employs TiAIN Coating and is applicable for high speed

NRNZE Tolerance

C L

0
And high feed operations -0.02
MG €X200
e SN Sorner Coat
R | GLME | REH J%%E AR Hardened Steel B ZOLE|TIVIER WA | T2082 | 5704
o | Aoy steel Prehardened_45HRC [ ~55HRC [ ~60HRC [ ~65HRC | Castiron | Sinioss |Alyminium | Coprer |.1i/i Alloy| Graphite | Resin
©=Best (O=Good
OD ) i< 0 pe
CX200-EM4030S 3 8 45 6 1
CX200-EM4040S 4 9 45 6 1
CX200-EM4060S 6 13 50 6 2
CX200-EM4080S 8 19 60 8 2
CX200-EM4100S 10 22 70 10 2
CX200-EM4120S 12 26 75 12 2
CX200-EM4160S 16 32 920 16 2
CX200-EM4200S 20 38 100 20 2

HEAREDEIZAF standard

Milling Condition

3 @The table show standard milling guidance of perforating process as written
|| ° 2 fl picture.
@Use arigid and precise machine and tool holder.
T T LRd @Select a cutting fluid appropriate to the particular usage.

{BIEYIHI Side Milling

EYIEE

YRR

HE s ; s ; YR ; : YR YR
(mm) (min) (mm/min) (min?) (mm/min) (min?) (mm/min) min? (mm/min) min (mm/min) min? (mm/min)
Di Revoluti Feed rate | Revolutiol Feed rate | Revoluti Feedrate | Revolution | Feedrate | Revolution | Feedrate | Revolution | Feed rate
3 20000 1125 9500 420 5800 330 5500 315 4700 135 2100 60
4 16000 1200 7100 420 4300 330 4100 315 3500 135 1500 60
6 10600 1350 4700 420 2900 330 2800 315 2300 135 1000 60
8 8000 1425 3500 420 2100 330 2000 315 1700 150 790 67.5
10 6400 1425 2800 420 1700 330 1600 315 1400 150 630 67.5
12 5300 1425 2300 420 1400 330 1300 315 1100 150 530 67.5
16 4000 1425 1700 420 1000 330 950 315 800 150 390 67.5
20 3200 1425 1400 420 800 330 760 315 650 150 310 67.5
Sﬁ*gﬁg Ad<0.2D(D>®3) Ad<0.1D(D<®3) Rd<15D Ad=<0.05D Rd<15D
Si‘gjeﬁl\:]i:“?:{g Ad<0.05D(D>®3) Ad=0.3D(®2=D=03) Ad<0.05D
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ZHEETFZIV  Multipurpose Square End Milll

CX200 3tXARI LT

CX200 Series 3-Flute Square End Mill

CX200-HEM3

¢D

CX200-HEM3010

Model Flute D

Iq% 'I'i Features

@CX200-Coating is new epoch-Making Coating for super-long tool

life,, High-speed processing and dry cutting due to the high acid
resistance and hardening if compared with other conventional
and opular coating which is existing in the market

@3-Flutes eliminates chattering and realizes processing from
drilling to grooving without steps.

@CKK original designed chip-pocket enables similar or same cutting

depth.And then feed rate can be increased more than double if
compare with normal square endmill.

¢D

c L f
MG €X200
B ANARN Coat

H1ER2E Tolerance

0

-0.02

REH | 820 | AEHR B E ANEH Hardened Steel

ZATVLAH

Carbon | Alloy steel [Prehardened” ;£ e T S5HRC | ~60HRC | ~65HRC

Stainless

TIVIEE

Aluminium

93774k
Graphite

© |0 0|0

©=Best (O=Good

MODEL 2% | D HE \ [ HE | L2E \ d v Type
CX200-HEM3010 1 60 1
CX200-HEM3015 1.5 60 1
CX200-HEM3020 2 60 1
CX200-HEM3025 2.5 10 60 1
CX200-HEM3030 3 16 60 1
CX200-HEM3040 4 18 60 1
CX200-HEM3050 5 21 60 1
CX200-HEM 3060 6 21 60 2
CX200-HEM3070 7 24 70 1
CX200-HEM3075 7.5 24 70 1
CX200-HEM3080 8 26 75 2
CX200-HEM3090 9 26 80 1
CX200-HEM 3100 10 34 90 2
CX200-HEM3110 11 34 100 1
CX200-HEM3120 12 38 100 2
CX200-HEM3160 16 48 110 2
CX200-HEM 3200 20 56 130 2

Buniajweyd

HHE <FH
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HERANEISE(F standard Milling Condition

BIEET VRSV

Multipurpose Square End Milll

CX200-

HEM3

— @The table shows standard milling guidance of perforating process as written picture.
D @Use arigid and precise machine and tool holder. Z
'—T 2 g @Select a cutting fluid appropriate to the particular usage.
= X [ @In case the Revolution could not be increased by the machine used, please reduce feed b
) ! speed and Revolution at same ratio.
- Rd I ! @When mounting End Mills, the run out of the lip will have to be set within 0.0Tmm. I
i e @In case of milling for stainless steel, please take wet cut milling.
B Slotting Z
B bo S =F: 0 00 dened o)

0 D 40 =
SHE EYIEE % i EYIEE Q
(mm) (mm/min) (min?) (mm/min) (min?) (mm/min) (min?) -

Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution (]

1~1.5 277 2500 150 22300 127 19100

2~25 457 470 232 12300 202 10700

3 502 060 255 9000 232 8000
4 525 8000 270 6800 240 6000
5 592 6400 300 5400 270 4800
6 585 5300 300 4500 270 4000
7~175 577 4500 307 3900 262 3400
8 585 4000 300 3400 270 3000
9 592 3500 307 3000 277 2700
10 570 3200 292 2700 262 2400
11 570 2900 300 2500 262 2200
12 577 2700 300 2300 262 2000
16 472 2000 240 1700 210 1500
20 345 1600 180 1400 157 1200
Ad<0.3D
{AIELDEI Side Milling
i bo =b o 00 BEs dened 5 =
o ateria D 40 :/‘ g_
EYEE & EYEE EYEE 7
oz (mm/min) (min) (mm/min) (min?) (mm/min) (min?) 2z @
r.('"'") Feed rate Revolution Feed rate Revolution Feed rate Revolution
Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed
1~1.5 412 637 25000 50000 277 427 22300 44600 232 367 19100 38200
2~25 682 050 4700 29400 435 667 12300 24700 375 577 10700 21500
3 750 47 0600 21200 480 735 9000 8000 427 652 8000 5900
4 787 200 8000 5900 502 772 6800 3500 442 682 6000 1900 R
5 77 342 6400 2700 562 62 5400 0800 495 757 4800 9500 | Sf
6 77 350 5300 0600 562 62 4500 9000 502 765 4000 8000 L=
7~75 62 1342 4500 9100 570 62 3900 7700 495 757 3400 6800
8 70 1342 4000 8000 562 62 3400 6800 495 757 3000 6000
9 885 1380 3500 7100 570 877 3000 6000 517 780 2700 5300
10 855 1312 3200 6400 547 840 2700 5400 487 742 2400 4800
11 855 1312 2900 5800 555 832 2500 4900 487 735 2200 4300 F -
12 862 1305 2700 5300 555 840 2300 4500 480 742 2000 4000 Z S
16 697 1072 2000 4000 450 690 1700 3400 397 607 1500 3000 Ja
20 510 787 1600 3200 337 502 1400 2700 292 450 1200 2400 2‘:‘ z
Ad<15D Rd=<0.1D Ad<1.5D Rd<0.05D ; Qo
ZEiAFHJE Perforating
Al bo = o 00 BE " dened 5 x
0 a o . o — 7%
NiE BEYEE B BEYEE B EYIERE B PR
(mm) (mm/min) (min?) (mm/min) (min?) (mm/min) (min?) N
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution < 3
1~15 70 15000 40 15000 50 15000 Ja
2~25 100 11000 60 9100 60 9100
3 200 9500 90 6000 00 6000
4 210 7200 10 4500 10 4500
5 260 5700 10 3600 20 3600 el
6 300 4800 40 3000 30 3000 ?} g
7~175 300 4100 40 2600 0 2600 ma
8 300 3600 120 2300 100 2300 Iz
9 300 3200 90 2000 920 2000 :: 0]
10 290 2900 90 1800 80 1800
11 280 2600 90 1600 80 1600
12 260 2400 80 1500 70 1500
16 210 1800 60 1100 60 1100
20 160 1400 50 900 50 900 N o
Ad<03D 'i =3
L=
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SHEET/FIIV Mu_ltipurpose Square End Milll

CX200 31X AR T T

CX200 Series 3-Flute Square End Mill Sharp Edge

YFINVEVAF

CX200-PHEMS3

¢D

CX200-PHEM3010

Model Flute D
Iq% 'I'i Features

@CX200-Coating have high oxidation resistance and hardening which
exceeds the existing coating and provides long tool life , and suitable
for high speed processing and dry milling.

@Combination of Negative radius blade and 45 degree helix blades
enables high rigidity and sharpness by high feed speed, with high
efficiency

@3Flute eliminates chattering and suitable for drilling processing

@CKK Original design Chip pocket enables similar or same cutting
depth which 3-flutes could realize

QSD

MG CX200
Bk ANNAN Coat

H1ERZE Tolerance

0

-0.02

REH | 820 | AEHR B E ANEH Hardened Steel

Carbon | Alloy steel [Prehardened”_ ycipc [ ~55HRC | ~60HRC | ~65HRC

27UV TIVER
Stainless

95774

Aluminium Graphite

© |0 0|0

©=Best (O=Good
=7
3.7/, MODEL &%

oA CX200-PHEM3010 1 4 60 1
CX200-PHEM3015 1.5 6 60 1
CX200-PHEM3020 2 8 60 1
R CX200-PHEM3025 2.5 10 60 1
g )L CX200-PHEM3030 3 16 60 1
CX200-PHEM3040 4 18 60 1
S CX200-PHEM3050 5 21 60 1
o CX200-PHEM3060 6 21 60 2
3 ; CX200-PHEM3070 7 24 70 1
z% CX200-PHEM3075 7.5 24 70 1
34 CX200-PHEM3080 8 26 75 2
CX200-PHEM3090 9 26 80 1
- CX200-PHEM3100 10 34 90 2
g3 CX200-PHEM3110 11 34 100 1
) CX200-PHEM3120 12 38 100 2
8% CX200-PHEM3160 16 48 110 2
CX200-PHEM3200 20 56 130 2
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HESZLIHISE{F standard Milling Condition

BIEET VRSV

Multipurpose Square End Milll

CX200-PHEM3

— @The table shows standard milling guidance of perforating process as written picture.
D - < @Use arigid and precise machine and tool holder.
<—'l < < @Select a cutting fluid appropriate to the particular usage.
~= j [ @In case the Revolution could not be increased by the machine used, please reduce feed
— \ ! speed and Revolution at same ratio.
| Rd I ! @When mounting End Mills, the run out of the lip will have to be set within 0.0Tmm.
i e @In case of milling for stainless steel, please take wet cut milling.
JBYIH Slotting
o : ] D 2
HNE BYIEE Vi RYIEE
(mm) (mm/min) (min?) (mm/min) (min?) (mm/min) (min?)
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution
1~1.5 277 25000 150 22300 127 19100
2~25 457 4700 232 12300 202 10700
3 502 0600 255 9000 232 8000
4 525 8000 270 6800 240 6000
5 592 6400 300 5400 270 4800
6 585 5300 300 4500 270 4000
7~175 577 4500 307 3900 262 3400
8 585 4000 300 3400 270 3000
9 592 3500 307 3000 277 2700
10 570 3200 292 2700 262 2400
11 570 2900 300 2500 262 2200
12 577 2700 300 2300 262 2000
16 472 2000 240 1700 210 1500
20 345 1600 180 1400 157 1200
Ad<0.3D
{BIEEIHI Side Milling
EVEE BBz EVEE BBz EVEE BBz 7
SHi2 (mm/min) (min?) (mm/min) (min?) (mm/min) (min?) z @
(mm) Feed rate Revolution Feed rate Revolution Feed rate Revolution
Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed
1~1.5 412 637 25000 50000 277 427 22300 44600 232 367 19100 38200
2~25 682 050 4700 29400 435 667 12300 24700 375 577 10700 21500
3 750 47 0600 21200 480 735 9000 8000 427 652 8000 5900
4 787 200 8000 5900 502 772 6800 3500 442 682 6000 1900 R
5 77 342 6400 2700 562 62 5400 0800 495 757 4800 9500 | &Z
6 77 350 5300 0600 562 62 4500 9000 502 765 4000 8000 =
7~175 62 1342 4500 9100 570 62 3900 7700 495 757 3400 6800
8 70 1342 4000 8000 562 62 3400 6800 495 757 3000 6000
9 885 1380 3500 7100 570 877 3000 6000 517 780 2700 5300
10 855 1312 3200 6400 547 840 2700 5400 487 742 2400 4800
55 312 2900 5800 555 832 2500 4900 487 735 2200 4300 F‘ -
2 862 305 2700 5300 555 84 2300 4500 480 742 2000 4000 < S
6 697 072 2000 4000 450 69 1700 3400 397 607 1500 3000 Ja
20 510 787 1600 3200 337 502 1400 2700 292 450 1200 2400 ;i“ z
Ad<15D Rd=<0.1D Ad<15D Rd<0.05D ; Qo
2 A JHI Perforating
bo & 0 o ool Stee s " ardened 5 o
- o o o 72
i E)RE : ) ETrT 16
(mm) (mm/min) (mint) (mm/min) (mint) (mm/min) (min) N
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution < 5
1~15 70 15000 40 15000 50 15000 Ja
2~25 100 11000 60 9100 60 9100
3 200 9500 90 6000 00 6000
4 210 7200 10 4500 10 4500
5 260 5700 10 3600 20 3600 [ el
6 300 4800 40 3000 30 3000 E,} g
7~175 300 4100 40 2600 0 2600 ma
8 300 3600 120 2300 100 2300 =
9 300 3200 920 2000 90 2000 [:: 0]
10 290 2900 90 1800 80 1800
11 280 2600 90 1600 80 1600
12 260 2400 80 1500 70 1500
16 210 1800 60 1100 60 1100
20 160 1400 50 900 50 900 N o
Ad<03D 'i =
)L E
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CX200 4 EHAR 7 L7

CX200 Series 4-Flute Square End Mill

ST/ FIIV AMuItipurpose Square End Milll

YFEI

CX200-HEM4

oD

S E—

CX200-HEM4020

Model FIute D

Iq% 'I"i Features

@CX200-Coating have high oxidation resistance and hardening which
exceeds the existing coating and provides long tool life, and suitable for
high speed processing and dry milling.

@Combination of Negative radius blade and 45 degree helix blades enables
high rigidity and sharpness by high feed speed, with high efficiency

@4Flute eliminates chattering and suitable for drilling processing

@CKK Original design Chip pocket enables similar or same cutting depth
which 2-flutes could realize

@Feed rate can be increased more than double if compared with standard
End-Mills

d)D

MG €X200
Pl G SN Sorner Coat

#2227 Tolerance

0

-0.02

REW | 548 | BEHE 1% AN Hardened Steel 7AW TSGR HES | 7282 | 557041
C@rbon | Alloy steel [Prefrdened_ s ipc [ ~55HRC [ ~60HRC | ~65HRC SGieers” |""Aoys | FRBY |Ti/Ni Alloy| Graphite

© |00

©=Best (O=Good

MODEL #%E

CX200-HEM4020 2 60 6 1
CX200-HEM4025 2.5 60 6 1
CX200-HEM4030 3 60 6 1
CX200-HEM4040 4 60 6 1
CX200-HEM4050 5 60 6 1
CX200-HEM4060 6 60 6 2
CX200-HEM4070 7 60 8 1
CX200-HEM4075 7.5 60 8 1
CX200-HEM4080 8 75 8 2
CX200-HEM4100 10 920 10 2
CX200-HEM4120 12 100 12 2
CX200-HEMA4160 16 110 16 2
CX200-HEM4200 20 130 20 2

21 CLK.K CO., LT D.




ZHBETFIIV  Multipurpose Square End Milll

CX200-HEM4

HESZEIHISEME standard Milling Condition

—3 @The table shows standard milling guidance of perforating process as written picture.
jl @Use arigid and precise machine and tool holder.
<
[N

@Select a cutting fluid appropriate to the particular usage.

@In case the Revolution could not be increased by the machine used, please reduce feed
speed and Revolution at same ratio.

@When mounting End Mills, the run out of the lip will have to be set within 0.01mm.

@In case of milling for stainless steel, please take wet cut milling.

#% i Carbon Steel %8 7 ')/\—K 88 Prehardened Steel

A% THi Alloy SteelTool Steel

S$45~S55C SKD.SCM 35~40HRCHPM.NAK
BEYEE BEYEE B BEYEE B
(mm) (mm/min) (mm/min) (min?) (mm/min) (min?)
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution
2~25 610 14700 31 12300 270 10700
3 670 10600 34 9000 310 8000
4 700 8000 36 6800 320 6000
5 79 6400 40 5400 360 4800
6 78 5300 40 4500 360 4000
7227045 77 4500 41 3900 350 3400
8 78 4000 40 3400 360 3000
10 760 3200 39 2700 350 2400
12 770 2700 40 2300 350 2000
16 630 2000 32 1700 280 1500
20 460 1600 240 1400 210 1200
Ad<0.3D
{BIELIE Side Milling
) i Carbon Steel A2 TR Alloy SteelTool Steel #AEEA 7')/\—R 8 Prehardened Steel
Work Material S$45~5855C SKD.SCM 35~40HRCHPM.NAK
RYEE [EEzE RYEE [EEzE RYEE [EEzE
Sz (mm/min) (min?) (mm/min) (min?) (mm/min) (min?) _
(mm) Feed rate Revolution Feed rate Revolution Feed rate Revolution T n
Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed 2 g_
2~25 910 400 14700 29400 580 890 12300 24700 500 770 10700 21500 7 e
3 000 530 10600 21200 640 980 9000 8000 570 870 8000 5900 S
4 050 600 8000 5900 670 30 6800 3500 590 910 6000 1900
5 170 790 6400 2700 750 50 5400 0800 660 1010 4800 9500
6 170 800 5300 0600 750 50 4500 9000 670 1020 4000 8000
7~175 1150 1790 4500 9100 760 1150 3900 7700 660 1010 3400 6800
8 1160 1790 4000 8000 750 1150 3400 6800 660 1010 3000 6000 #
10 1140 1750 3200 6400 730 1120 2700 5400 650 990 2400 4800 'I\ ®
12 1150 1740 2700 5300 740 1120 2300 4500 640 990 2000 4000 " =
16 930 1430 2000 4000 600 920 1700 3400 530 810 1500 3000
20 680 1050 1600 3200 450 670 1400 2700 390 600 1200 2400
Ad<1.5D Rd<0.1D Ad<1.5D Rd<0.05D

e C.K.K CO.LTD. 22
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SEET/FIIV AMuItipurpose Square End Milll

CX200 41 XARI T T

CX200 Series 4-Flute Square End Mill Sharp Edge

YFEVEVAF

CX200-PHEM4

CX200-PHEMA4100

Model Flute D

Iq% 'I'i Features ¢D —

@New series CX200-HEM4 Shape Edge

@CX200-Coating have high oxidation resistance and hardening which
exceeds the existing coating and provides long tool life, and suitable for
high speed processing and dry milling.

@Combination of Negative radius blade and 45 degree helix blades enables

high rigidity and sharpness by high feed speed, with high efficiency

HERZE Tolerance

0

-0.02

@4Flute eliminates chattering and suitable for drilling processing

@CKK Original design Chip pocket enables similar or same cutting depth M G CX200
which 2-flutes could realize Sharp C

@Feed rate can be increased more than double if compared with standard BRI AN Edge oat

End-Mills
RE#H | G285 | AE# B E AN Hardened Steel 2FLZBTIVIESR| HES 55974k HBIE
Cg{.'_"&" Alloy Steel [t oo ~45HRC | ~55HRC | ~60HRC | ~65HRC | CastIron Stsatlgellesss Alu'}?'o';,':m C‘a o[;esr Graphite Resin

© |0 0|0 O] |0

©=Best (O=Good

MODEL &%

CX200-PHEM4020 2 8 60 1
CX200-PHEM4025 2.5 10 60 1
CX200-PHEMA4030 3 16 60 1
CX200-PHEM4040 4 18 60 1
CX200-PHEM4050 5 21 60 1
CX200-PHEM4060 6 21 60 2
CX200-PHEMA4070 7 24 60 1
CX200-PHEM4075 7.5 24 60 1
CX200-PHEM4080 8 26 75 2
CX200-PHEM4100 10 34 20 2
CX200-PHEM4120 12 38 100 2
CX200-PHEM4160 16 48 110 2
CX200-PHEM4200 20 56 130 2

23 C.K.K CO., LT D . 1



HEIZEDHISZME standard Milling Condition

BIEET VRSV

Multipurpose Square End Milll

CX200-PHEM4

— @The table shows standard milling guidance of perforating process as written picture.
D - . @Use arigid and precise machine and tool holder.
'—T < < @Select a cutting fluid appropriate to the particular usage.
. @In case the Revolution could not be increased by the machine used, please reduce feed
speed and Revolution at same ratio.
L Rd @When mounting End Mills, the run out of the lip will have to be set within 0.0Tmm.
i ke @In case of milling for stainless steel, please take wet cut milling.
SEYIH Slotting
o : - 2 s
HE BYEE % i EYIRE
(mm) (mm/min) (min?) (mm/min) (min?) (mm/min) (min?)
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution
2~25 610 14700 310 12300 270 10700
3 670 10600 340 9000 310 8000
4 700 8000 360 6800 320 6000
5 790 6400 400 5400 360 4800
6 780 5300 400 4500 360 4000
7~75 770 4500 410 3900 350 3400
8 780 4000 400 3400 360 3000
10 760 3200 390 2700 350 2400
12 770 2700 400 2300 350 2000
16 630 2000 320 1700 280 1500
20 460 1600 240 1400 210 1200
Ad<0.3D

{AIELDEI Side Milling

HHIA

AR

A% TR Allo Steel Tool Steel
e

Bt
35~40HRC.HPM.NAK

Work Material $45~555C
e EYEE EYEE s EYEE s
(mm/min) (min?) (mm/min) (min?) (mm/min) (min)
(mm) Feed rate Revolution Feed rate Revolution Feed rate Revolution
Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed
2~25 910 400 14700 29400 580 890 12300 24700 50 77 10700 21500
3 000 530 10600 21200 64 980 9000 8000 57 87 8000 5900
4 050 600 8000 5900 67 030 6800 3500 59 91 6000 1900
5 170 790 6400 2700 75 150 5400 0800 660 1010 4800 9500
6 170 800 5300 0600 75 150 4500 9000 670 1020 4000 8000
1~75 1150 1790 4500 9100 760 1150 3900 7700 660 1010 3400 6800
8 1160 1790 4000 8000 75 1150 3400 6800 66 1010 3000 6000
10 1140 1750 3200 6400 73 1120 2700 5400 65| 990 2400 4800
12 1150 1740 2700 5300 74 1120 2300 4500 64 990 2000 4000
16 930 1430 2000 4000 600 920 1700 3400 530 810 1500 3000
20 680 1050 1600 3200 450 670 1400 2700 390 600 1200 2400
Ad<1.5D Rd<0.1D Ad<1.5D Rd<0.05D

e C.K.K CO.LTD. 24
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—RMIBIT/FIIV ‘Multipurpose Square End Milll

239N buoq
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X200 4 < 6 XA INNAANVAIVARIITIVFEI

CX200 Series 4+ 6-Flute High-helical Square End Mill

CX200-PMER L |
, gd
- 10°
‘\\\ Wy D 5T JE —
AN AN \\
, L ¢d
CX200-PMER6100 I S — F —
Model Flute D
| q% 'Ii Features 4MZ Diameter A Tolerance
~ -0.014
@Improvement of CX200 Coating have high oxidation resistance and i,__g =030
high hardening exceeding the existing coating meet our own high rigit 3-10 0008
requirement to ensure exceptional piece-to-piece conformity and tool 1 2 1 6 0053
life in the processing of prehardned steel and carbon steel 2052
@Combination of Negative radius blade and 45 degree helix blades enables =0.070
high rigidity and sharpness by high feed speed, with high efficiency
@Positive shaped rake angle,bottom edge corner of the shape edge and @ . @ “ CX200
53d helix flut: ide best ing of steel, preharderned harp
steel aluminum and fnishing o pocket wal process of Mold base B SSSl edge Jj Coat
RER | E€H | AER J52E AN Hardened Steel Z7/LAA|TIVIEE| HES 9;"‘”/: ﬁﬁ 55774 HBE
oo | Alloy steel [Prefirdened _45HRC | ~55HRC | ~60HRC [ ~65HRC | Castiron | SEiniess |ANARINm| COPPEr | /N Alloy | Graphite | Resin
©=Best (O=Good
OD Y 28 D X = g = d 2 N 2 pe
CX200-PMER4010 1 2.5 60 6 4 1
CX200-PMER4020 2 5 60 6 4 1
CX200-PMER4030 3 10 60 6 4 1
CX200-PMER4040 4 12 60 6 4 1
CX200-PMER4050 5 15 60 6 4 1
CX200-PMER6060 6 15 60 6 6 2
CX200-PMER6080 8 20 75 8 6 2
CX200-PMER6100 10 25 80 10 6 2
CX200-PMER6120 12 30 100 12 6 2
CX200-PMER6160 16 40 110 16 6 2
CX200-PMER6200 20 45 130 20 6 2

25 CLK.K CO., LT D . 1



HEIZYIHISZME standard Milling Condition

—RIITAIL/FZIV Multipurpose Square End Milll

CX200-PMER

@The table shows standard milling guidance of perforating process as written picture.
@Use a rigid and precise machine and tool holder.
@Select a cutting fluid appropriate to the particular usage.

kel
< @In case the Revolution could not be increased by the machine used, please reduce feed speed and Revolution at same ratio.
@When mounting End Mills, the run out of the lip will have to be set within 0.01mm.
@Down Cut milling is required for side milling processing.
A @Reduce milling condition when chattering is occurred in side milling processing.
_,lI[Rd @For Groove milling, itis recommended to take 80% of feed speed and Revolution written in the table.
@In case of milling for stainless steel, please take wet cut milling.
o D 40
BEYEE BEYEE BEYEE
Sz (mm/min) (min?) (mm/min) (min?) (mm/min) (min?)
r.(mm) Feed rate Revolution Feed rate Revolution Feed rat Revolution
Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed
1 600 600 7500 50000 600 600 7500 50000 500 1600 7500 50000
2 1300 3200 7500 | 45000 1300 3200 7500 | 45000 1100 2900 7500 | 43800
3 1700 3400 4000 30500 1700 3400 4000 30500 1300 3100 3000 29500
4 1700 3800 10500 22800 1700 3800 10500 22800 300 3400 9500 22000
5 2000 4300 8600 8500 2000 4300 8600 8500 400 3900 7800 7800
6 2500 5500 6900 5000 2500 5500 6900 5000 900 5100 6400 4500
8 2600 5600 5200 11300 2600 5600 5200 11300 1900 5100 4800 11000
10 2500 5500 4100 9000 2500 5500 4100 9000 1800 5000 3800 8800
12 2400 5300 3500 7600 2400 5300 3500 7600 1800 4800 3200 7300
16 2200 4900 2600 5700 2200 4900 2600 5700 1700 4400 2400 5500
20 2100 4500 2200 4600 2100 4500 2200 4600 1600 4100 2100 4400
Ad <1.5D
Rd {Z# <0.1D
iR <0.05D

. C.K.K CO.LTD. 26
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BEEBRIITIVEI Multiple Flute Square End Mill for Hard Material

CX500 SEEHAYIITIVEIL
CX500-HMER | e |

/ ¢d
_— 10 /—
T I NN ——-—1
L - ¢d ! - [oe]
CX500-HMER6100 ..\ =——73 .|~ ——

Model Flute D
I% ﬁE Features

@CX500-Coating is new epoch-making coating developed for super-

long tool life, High-speed processing and dry cutting due to the high ’ BV Diamater | A% Tolerance
acid resistance and hardening if compared with other conventional 1~25 70.005
and popular coating which is existing in the market. / -0.035

@The blades designed with infinitesimal radius in order to

eliminate chaffering.(D3 only)
@Minimize falling of tools in side milling processing
@Applied for hardened steel processing (Up to 65 HRC) EE#&*& k\\\\

xR | A2E | HHE# #58E ANSH Hardened Steel 2728 7IVIER| HES ?ﬂ/ﬁﬁﬁ 5op4h| g
Cg:g:ln Alloy Steel ["™=gi o] | ~45HRC | ~55HRC | ~60HRC | ~65HRC | CastlIron Stsatué\ellesss AI';\T;:;;:"‘ C;{’lo’;es' Ti/Ni Alloy | Graphite Resin

Ol0|l0|0|©|0|]0|0|0

©=Best (O=Good

x 7
;-'.. ;f, OU g D X S >k d 2 o k o
"R CX500-HMER4010 1 2.5 60 6 4 1
CX500-HMER4015 1.5 3.8 60 6 4 1
CX500-HMER4020 2 5 60 6 4 1
o CX500-HMER4025 2.5 6.3 60 6 4 1
‘=’}|L CX500-HMER4030 3 10 60 6 4 1
CX500-HMER4035 3.5 12 60 6 4 1
— CX500-HMER4040 4 12 60 6 4 1
0 CX500-HMER4045 4.5 15 60 6 4 1
g > CX500-HMER4050 5 15 60 6 4 1
mz 3(. CX500-HMER4055 5.5 15 60 6 4 1
5; CX500-HMER6060 6 18 60 6 6 2
— CX500-HMER6080 8 24 75 8 6 2
B CX500-HMER6100 10 30 100 10 6 2
’gu ; CX500-HMER6120 12 35 100 12 6 2
E j CX500-HMER6140 14 35 105 16 6 1
ézy CX500-HMER6160 16 45 110 16 6 2
CX500-HMER6180 18 40 120 20 6 1
- CX500-HMER6200 20 50 125 20 6 2
g’ E'} CX500-HMER6220 22 50 135 20 6 3
& CX500-HMER8250 25 50 140 25 8 2

= 'Ij

=L
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BEEBAIITIVEIL Multiple Flute Square End Mill for Hard Material

HEIZYTHIZE (4 standard Milling Condition

CX500-HMER

ﬂ
<
CLiRd

@The table show standard milling guidance of perforating process as written picture

@Use arigid and precise machine and tool holder

@Select a cutting fluid appropriate to the particular usage

@In case the Revolution could not be increased by the machine used, Please reduce feed speed and

; = Revolution speed at same ration
A
sandardtichpeed] - @When mounting End Mills, The run out of the till will have to be set within 0.01mm
<15D [<0.05D[<0.02D
HHI %3l carbon steel AR Hardened steel &S Hardened steel
Work Material (40~55RHC) (55~60RHC) (60~ 65RHC)
EYSHE sz EUEE ' EUEE '
oz (mm/min) (mm-?) (mm/min) (mm™7) (mm/min) (mm™7)
,_.('“'“) Feedrate Revolution Feed rate Revolution Feed rate Revolution
Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed
1 65 166 22300 | 50000 380 114 17200 | 40700 270 80 13700 | 32100
1.5 66 194 14900 7800 400 19 11500 27200 280 3 9100 21400
2 66 194 11100 | 28300 401 9 8600 20400 280 3 800 6100
2.5 680 20 8900 22700 4 23 6900 6300 29 60 5500 2900
3 680 20 7400 8900 4 23 5700 3600 29 60 4600 0700
3.5 680 20 6400 6200 42 2 4900 600 29 880 3900 9200
4 70 20 5600 4200 42 290 4300 0200 29 880 3400 8000
4.5 85 250 5000 2600 5 400 3800 9100 34 1000 3000 7100
5 95 2900 4500 1300 55 600 3400 8100 380 1110 2700 6400
55 105! 307 4100 10300 63 175 310 740 42 1250 250 580
6 105 307 3700 9400 63 190! 290 680 45 1340 230 540
8 105! 312 2800 7100 61 1900 2100 5100 43 1320 1700 4000
10 102 307 2200 5700 61 1870 1700 4100 44 1290 1400 3200
12 1020 294 1900 4700 590 1870 1400 400 35 1260 1100 2700
14 90 250 1600 4000 530 1650 1200 2900 35 1080 1000 2300
16 77 231 1400 3500 480 1500 1100 2500 35 1080 900 2000
18 77 231 1200 3100 480 1500 1000 2300 35 1080 800 1800
20 71 221 110 2800 450 1440 900 2000 35 1080 700 1600
22 710 2210 1000 2600 450 1440 800 1900 350 1080 600 1500
25 710 2210 900 2300 450 1440 700 1600 350 1080 500 1300

s C.K.K CO.LTD. 28
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—RMIBIFIIV _Multipurpose Square End Milll

CX200 4} RO29X7T KRV

CX200 Series 4-Flute Square End Mill For Plunge Cutting

CX200-ZHEMA4

Type 1

Iﬁ ﬂ Features

asenbs Y H\I'N

which 2-flutes could realize

Model

@Feed rate can be increased more than double if compared with standard

FIute

D

@CX200-Coating have high oxidation resistance and hardening which
exceeds the existing coating and provides long tool life, and suitable
for high speed processing and dry milling.

@Combination of Negative radius blade and 45 degree helix blades enables
high rigidity and sharpness by high feed speed, with high efficiency

@4Flute eliminates chattering and suitable for drilling processing

@CKK Original design Chip pocket enables similar or same cutting depth

oD

CX200-ZHEMA4010

L |
[ ¢d
10
L
dd

d)D

MG €X200
BBk ANARN TP Coat

NEN2E Tolerance

0

-0.02

End-Mills
R% | 528 | BEE 155 AN Hardened Steel AFAZM TIVIES| EE | 2282 | y57pq | HHEE
oo | Aoy steel Prehardened _45HRC [ ~55HRC [ ~60HRC [ ~65HRC | Castiron | SEiniess |Alyminiim | COPREr |1/ Alloy| Graphite | Resin
©=Best (O=Good
x 7
8o ODEL B E D S E X be
7
nA CX200-ZHEM4030 3 8 60 6 1
— CX200-ZHEM4040 4 11 60 6 1
CX200-ZHEM4050 5 13 60 6 1
ok CX200-ZHEM4060 6 13 60 6 2
e )L CX200-ZHEM4080 8 19 75 8 2
CX200-ZHEM4100 10 22 80 10 2
CX200-ZHEM4120 12 26 100 12 2
[yl u ]
%
&y
zx
a v
4y
=7
27
|«
5
Q b“
[a)i:i}
3
39
o i
5L
e B
Sy
=0
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HEIBEEIZAE Standard Milling Condition

—HRIMIAIFZIV Multipurpose Square End Milll

CX200-ZHEM4

D el

7 <

||

@The table shows standard milling guidance of perforating process as written picture.
@Use arigid and precise machine and tool holder.
@Select a cutting fluid appropriate to the particular usage.
@In case the Revolution could not be increased by the machine used, please reduce feed
speed and Revolution at same ratio.
@When mounting End Mills, the run out of the lip will have to be set within 0.01mm.
@In case of milling for stainless steel, please take wet cut milling.

SEBYIH Slotting

EI
Work Material

% Carbon Steel
S$45~S55C

&2 TEH Alloy Steel Tool Steel
SKD.SCM

8 - ')/\—K 88 Prehardened Steel
35~40HRCHPM.NAK

BEYEE BEYEE EYEE

(mm) (mm/min) (mm/min) (mm/min)

Diameter Feed rate Revolution Feed rate Feed rate
3 670 10600 340 9000 310 8000
4 700 8000 360 6800 320 6000
5 790 6400 400 5400 360 4800
6 780 5300 400 4500 360 4000
8 780 4000 400 3400 360 3000
10 760 3200 390 2700 350 2400
12 770 2700 400 2300 350 2000

Ad<0.3D

{IELIEI Side Milling

A
9
I
7
g
S
3

wE 3@ Carbon Steel &= TH Alloy Steel Tool Steel #HE58A 7' /\— KR>3 Prehardened Steel
Work Material 5$45~555C SKD.SCM 35~40HRCHPM.NAK
= EYIEE % EYIEE BYEE
SHE (mmy/min) (mint) (mmy/min) (mint) (mm/min) (mint)
r.(mm) Feed rate Revolution Feed rate Revolution Feed rate Revolution
Standard |High Speed| Standard |High Speed [ Standard |High Speed| Standard |High Speed| Standard [High Speed| Standard |High Speed
3 1000 1530 10600 21200 640 980 9000 18000 570 870 8000 15900
4 1050 1600 8000 15900 670 1030 6800 13500 590 910 6000 11900 —
5 1170 1790 6400 12700 750 1150 5400 10800 660 1010 4800 9500 ? ?
6 1170 1800 5300 10600 750 1150 4500 9000 670 1020 4000 8000 _/, o
8 1160 1790 4000 8000 750 1150 3400 6800 660 1010 3000 6000 / S
10 1140 1750 3200 6400 730 1120 2700 5400 650 990 2400 4800 A
12 1150 1740 2700 5300 740 1120 2300 4500 640 990 2000 4000
Ad<1.5D Rd<0.1D Ad<1.5D Rd<0.05D
Z253AHJHI Perforating )
7N
#:2=8 Carbon Steel HEasH ") /\—R$H Prehardened Steel | 'S
Work Material S$45~5855C 35~40HRCHPM.NAK )" =
NE BEYEE EYEE BEYEE
(mm) (mm/min) (min?) (mm/min) (min?) (mm/min) (min?)
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution
3 20 9500 920 6000 100 6000
4 21 7200 11 4500 110 4500 o
5 26 5700 11 3600 120 3600 > o
6 300 4800 14 3000 130 3000 5 3
8 300 3600 120 2300 100 2300 *z
10 290 2900 920 1800 80 1800 v 8
12 260 2400 80 1500 70 1500 b =~
Ad<0.3D
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—RMIBT/FIIV _Multipurpose Square End Milll

CX200 FFEREIAMHAIR 7T

CX200 Variable-Lead 4-Flute Square End Mill

IVEFEEIL

CX200-MEM4

SSN————

Iﬁ 'I'E Features

CX200-MEM4060

Model FIute D

@Wide Application available in work material from Steel (HRC45) to SUS,
FD/FCD, Ti/Ni Alloy

@Employs CX200 Coating and is applicable for high speed
And high feed operations
@Reduce Chattering and provides an excellent machined surface.
@Introducing the highly evolved “Variable-lead”Shape .Suppresses
chattering allowing for outstanding milling performance.

¢D SO

L |
[ ¢d
10
L
¢d

0] O

L. la
MG X200
BRI el sl B | Coat

NERZE Tolerance

0

-0.02

TeN\O

28N Buoq

Buiybnoy
AUANEQNI

Buniajweyd

HHE <ZE

ln1a
S

s=

REH | E&H $5tE AN Hardened Steel ZF/VAHB|TIVIEE| SHER ?ﬁtﬁﬁﬁ 557740 HilE
cg{g&" Alloy Steel ™™gt ool | ~45HRC [ ~55HRC | ~60HRC | ~65HRC | CastIron Stsat':;fss s Alu'm;;;:m sﬂ oglesr Ti/Ni Alloy | Graphite Resin
©=Best (O=Good
OD L 2 ) T O pe

CX200-MEM4030 3 6 45 6 1
CX200-MEM4040 4 8 45 6 1
CX200-MEM4050 5 10 45 6 1
CX200-MEM4060 6 12 50 6 2
CX200-MEM4080 8 16 60 8 2
CX200-MEMA4100 10 20 70 10 2
CX200-MEM4120 12 24 75 12 2
CX200-MEMA4160 16 32 100 16 2
CX200-MEM4200 20 40 125 20 2

31 C.K.K C O, LT . 1
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—HRIMIAI/FZIV Multipurpose Square End Milll

CX200-MEM4

HEAZEDHISZSF standard Milling Condition

—3 @The table shows standard milling guidance of perforating process as written picture.
D J @Use arigid and precise machine and tool holder.
2 2
[

@Select a cutting fluid appropriate to the particular usage.

@In case the Revolution could not be increased by the machine used, please reduce feed
speed and Revolution at same ratio.

@When mounting End Mills, the run out of the lip will have to be set within 0.0Tmm.

i —HLRd @In case of milling for stainless steel, please take wet cut milling.

SEYIH Slotting

SNz EEE

B EE
(mm) (mm/min) (mm/min) | (mm™)
Diameter Feed rate Feedrate | Revolution
3 730 125 2500
4 730 135 1900
5 735 145 1500
6 740 145 1250
8 600 155 945
10 580 145 760
12 560 145 630
16 555 110 475
20 450 1600 340 1250 300 1200 290 1100 290 1100 87 380
Ad <1D <0.5D <0.2D
{IEEIEI Side Milling
o ateria 0 D 0 OHR D 0 4 one
NE RYEE RYEE RYEE RYEE RYEE
(mm) (mm/min) (mm~) (mm/min) (mm/min) (mm~) (mm/min) (mm/min) (mm~)
Diameter Feedrate | Revolution | Feedrate Feedrate | Revolution | Feedrate Feedrate | Revolution
3 1100 12500 840 615 7650 545 220 3800 _
4 1200 9750 985 710 6050 630 240 3000 7=
5 1300 7950 1050 775 4950 670 245 2450 va
6 1600 6750 1200 835 4200 695 250 2100 7 E
8 1550 5050 1100 810 3150 675 225 1600 A
10 1450 4100 1050 715 2550 635 215 1250
12 1400 3400 1000 675 2100 605 210 1050
16 1200 2550 940 555 1600 505 210 765
20 930 1550 2080 1600 500 1350 440 1250 410 170 600
Ad <1.5D 'k
Rd <02D I <0.1D T <0.05D II »
)2

Ted\'o
28N buoq

Y\ AN
Bulybnoy
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Bunajweyd
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7IVIIIAIY K2V Square End Milll for Aluminium Alloy

ZIVEMIA3IWMARZTI7TFIILDLCO—F

DLC 3-Flute Square End Mill for Aluminum

DLC-HEM3 -

TERE— —
, U -
—_—

DLC-HEM3010 /

T T
Model Flute D
J

H% 'I‘i Features [0}

@DLC Coating has high abrasion,adhesion and friction resistance.

0

Best for aluminum alloy processing
@Best for drilling , Milling of soft material where the adhesion and the
chip packing such as aluminum alloy are generated very easily due to / ra

the sharp cutting edge

@3Flute eliminates chattering and suitable for drilling processing
@CKK Original design Chip pocket enables similar or same cutting depth M G D LC
which 2-flutes could realize Shar|
BRI ANANN Eoge Coat

%% | o2 | BEE T ATV Hardensa stee BE [ TIVSEE] WAS |72 2 | yoysq| B
Groa" | Alloy steel [Prefiardened_45pRC [ ~55HRC [ ~60HRC | ~65HRC | Castiron | SGinicss |Alyminium| CopPer | 1\ Alloy| Graphite | Resin

©=Best (O=Good

MODEL %%
DLC-HEM3010 1 3 40 4 1
DLC-HEM3015 1.5 4.5 40 4 1
DLC-HEM3020 2 6 40 4 1
DLC-HEM3025 2.5 7.5 40 4 1
DLC-HEM3030 3 9 50 6 1
DLC-HEM3040 4 12 50 6 1
DLC-HEM3050 5 15 55 6 1
DLC-HEM3060 6 18 55 6 2
DLC-HEM3080 8 24 65 8 2
DLC-HEM3100 10 30 75 10 2
DLC-HEM3120 12 36 80 12 2
HESZEDYI 2244 standard Milling Condition
@The table shows standard milling guidance of perforating process as written picture.
D - - @Use a rigid and precise machine and tool holder.
‘ <l < @Select a cutting fluid appropriate to the particular usage.
@In case the revolution could not be increased by the machine used, please reduce feed
[N speed and revolution at same ratio.
—lLRd @When mounting End Mills, the run out of the lip will have to be set with in 0.01mm.

#HI#2 Work Material | FIS=9LAEE Aluminium Alloy
4% (mm) i£YiEE Feed Rate (mm/min) [EEz44 Revolution
Diameter tDHl Slotting {08 Side Milling (min™)
1 40 260 50000
15 40 260 48850
2 40 260 47700
215) 67 455 39750
3 1095 65 31800
4 1095 65 23900
5 1095 165 19100
6 1095 165 15900
8 1095 165 11900
10 1095 165 9500
1095 1650 8000
BRI Depth of Cut Ad=0.2D Ad=15D [ Rd=0.2D

3.3 C.K.K CO., LT . 1



ZIVEIIAIY F =)V Square End Milll for Aluminium Alloy

ZIVESNMIAAWMAAR2IT7IFIIVDLCO—F

DLC 4-Flute Square End Mill for Aluminum

DLC-HEM4 L

i ¢d
110
¢D SO — -
L
DLC-HEM4010 i / ¢d
T T T ’7
Model Flute D
Iq% 'I'E Features ¢DI N ——- f*fﬂ}w
@DLC Coating has high abrasion,adhesion and friction resi e.Best for
aluminum alloy processing T
@Best for drilling , Milling of soft material where the adhesion and the ' SHEAFE Tolerance
chip packing such as aluminum alloy are generated very easily due to / 0
the sharp cutting edge -0.02
@4Flute eliminates chattering and suitable for drilling processing
@CKK Original design Chip pocket enables similar or same cutting depth
which 2-flutes could realize M G Shamp D LC
AL ANNNNY Edge Coat
w0 | 5m | BEH 1% ATUEH Hardened Steel B ROAATIVIES| WAS | TE08% | y5yoq|
ool | Aoy steel Prefircened _45HRC | ~55HRC [ ~60HRC [ ~65HRC | Castlron | SEiniess |Alyminiim |- COPREr |1i/Ni Alloy| Graphite | Resin

© | O O

©=Best (O=Good

OD itk » 2 = ¢ R d X ofc
DLC-HEM4010 1 2.8 40 4 1
DLC-HEM4015 15 4.4 40 4 1
DLC-HEM4020 2 7 40 4 1
DLC-HEM4025 2.5 9 40 4 1
DLC-HEM4030 3 11 50 6 1
DLC-HEM4040 4 14 50 6 1
DLC-HEM4050 5 17 55 6 1
DLC-HEM4060 6 17 55 6 2
DLC-HEM4080 8 22 65 8 2
DLC-HEM4100 10 28 75 10 2
DLC-HEM4120 12 28 80 12 2

HELZ DI ZZ 4% standard Milling Condition
@The table shows standard milling guidance of perforating process as written picture.

@Use arigid and precise machine and tool holder.
@Select a cutting fluid appropriate to the particular usage.

@In case the revolution could not be increased by the machine used, please reduce feed
speed and revolution at same ratio.
—H

@When mounting End Mills, the run out of the lip will have to be set with in 0.01mm.

Ad
Ad \

w
iz

242 (mm) 1% YiE[E Feed Rate (mm/min) 1452 Revolution
Diameter iBtIHl Slotting {BUEHIE) Side Milling (min’T)
1 20 680 50000
1.5 20 680 48850
2 20 680 47700
25 290 940 39700
3 460 2200 31800
4 460 2200 23900
5 1460 2200 19100
6 1460 2200 15900
8 1460 2200 11900
10 1460 2200 9500
12 1460 2200 8000
444Z (mm) Diameter Ad
Deg’ﬁ',fﬁ%ut <3 <0.5D Ads1.5D Rd<0.2D
>3 <1.0D

e C.K.K CO.LTD. 34
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FIVEMIAIZFIIL Sc_|uare End Milll for Aluminium Alloy

)N buoq
AURCE LA ARG =|

Buybnoy
ALANEQN N[

Buniajweyd
HHE <FH

n1a
sz

ZIVENMIA2WMARIITIV RV

2-Flute Square End Mill for Aluminum

L |
ALHEM2 [ -
F\d’—g:& o [
¢D IO — -
L
ALHEM2010 , o
Iq% 'I'i Features Model Fute P ¢DI A 7777+7

@Wide Application available in AC/ADC

u MNIRNZE Tolerance

0
/ 2 -0.02
MG h
s
ik

RFARBTIVIER HER | TEUEE | 5570qp e
hardened_4SHRC | ~55HRC | ~6OHRC | ~65HRC | Castiron | Sginiess |Aluminium | Copper | BN’ | Graphite |  Resin

REH | 820 | AEHR B E ANER Hardened Steel

Carbon F
Steel Alloy Steel

©=Best (O=Good

MODEL &% Nz
ALHEM2010 1 3 40 4 1
ALHEM2020 2 6 40 4 1
ALHEM2030 3 9 50 6 1
ALHEM2040 4 12 50 6 1
ALHEM2050 5 15 55 6 1
ALHEM2060 6 18 55 6 2
ALHEM2080 8 24 65 8 2
ALHEM2100 10 30 75 10 2
ALHEM2120 12 36 80 12 2
ALHEM2160 16 48 110 16 2
HESZEEIZ {4 standard Milling Condition
@The table shows standard milling guidance of perforating process as written picture.
D - - @Use a rigid and precise machine and tool holder.
| <l N @Select a cutting fluid appropriate to the particular usage.
@In case the revolution could not be increased by the machine used, please reduce feed
B speed and revolution at same ratio.
ol Rd @When mounting End Mills, the run out of the lip will have to be set with in 0.0Tmm.
#HI# Work Material | FIS=y LEE Aluminium Alloy
5% (mm) %) 3EFE Feed Rate (mm/min) [El#5E% Revolution
Diameter #BtDHI Slotting {AIEYI Side Milling (min")
270 400 50000
2 270 400 31800
3 270 400 21200
4 330 500 5900
5 330 500 2700
6 330 500 10600
8 400 600 800
10 400 600 640
12 470 700 530
16 470 700 3930
YRR Depth of Cut Ad<0.2D Ad<1.5D [ Rd=0.2D

35 C.K. K CO., LT . 1



ZIVEMIAIY FZJV Square End Milll for Aluminium Alloy

ZIVEMIA3IWARIITIVFRFIIV

3-Flute Square End Mill for Aluminum

ALHEM3 : |

= 1= B
\_ #D SO 77:7,*,*,*,, B 4

ALHEM3010 , o 7
H% 'I'E Features Mod! e D ¢DI A 77*7,},, g

®Wide Application available in AC/ADC

@ 3Flute eliminates chattering and suitable for drilling processing ' u PHRDE Tolerance
0
/ -0.02
M .G Shar
A @ @m\w
2373

REM | AR | HEN #2E AN Hardened Steel 2FAZM PIVSES| AR | 72082 | s57pqr| S
Carbon | Atloy steel [Prefrdened” 45 ipc [ ~55HRC [ ~60HRC [ ~65HRC | Castiron | Sinless |Aluminium| Copper |\ iloy| Graphite | Resin

© | O OO

©=Best (O=Good

I =
OD U S ) X - i< 0 pe 7/’ %
ALHEM3010 1 3 40 4 1 R7
ALHEM3020 2 6 40 4 1 S
ALHEM3030 3 9 50 6 1
ALHEM3040 4 12 50 6 1 *
ALHEM3050 5 15 55 6 1 I} g
ALHEM3060 6 18 55 6 2
ALHEM3080 8 24 65 8 2
ALHEM3100 10 30 75 10 2 o
ALHEM3120 12 36 80 12 2 % ;
ALHEM3160 16 48 110 16 2 %z
HESZEHISZ MY standard Milling Condition ; *

@The table shows standard milling guidance of perforating process as written picture. —
D o] S @ Use arigid and precise machine and tool holder. =
< < + " . . 7%
@ Select a cutting fluid appropriate to the particular usage. A
— @In case the revolution could not be increased by the machine used, please reduce feed 19
B Rd speed and revolution at same ratio. g 2
—HEE @ When mounting End Mills, the run out of the lip will have to be set with in 0.0Tmm.
54 (mm) #%Y) [E Feed Rate (mm/min) - EINRETEEn .
Diameter SBYIHI Slotting IEIH] Side Milling (min") i
1 405 600 50000 Y 3
3 7 600 31800 ”I" ES
3 405 600 21200 ] 3
1 495 750 15900 “
5 495 750 2700
6 495 750 10600 -
8 600 900 8000
10 600 900 6400 S
12 705 1050 5300 y g
16 705 1050 3930 L=
{AE DY) Depth of Cut Ad<0.2D Ad<15D | Rd<0.2D

s C.K.K CO.LTD. 36



F2MIMAIY K 3L Square End Milll for Titanium Alloy

CX400 F 2 VIMIAAMAARIITIVFENW

CX400 Series 4-Flute Square End Mill for Titanium Alloy

CX400-TEM4
. ‘I [ od ‘
QI — =
P N N R F
CX400-TEM4060
|85 M Features Model Flute D

@CX400-Coating have high oxidation resistance and hardening which exceeds the

existing coating and provides long tool life, and suitable for high speed SMRINE Tolerance
processing and dry milling. +0.06
@45 Degree Helix Baled Achieves high-feed operation -0.06
@The Fine pitch nick achieves high accurate surface roughness after processing
MG CX400
BN S Coat

%R | A% | HEE ¥ ANEA Hardened Steel 2303 A7YLAH 7’”/5_3’@ e ;n';ﬂ/fﬁﬁ 557740 1EBE
o | Atloy steel Prefarened _45HRC [ ~55HRC [ ~60HRC | ~65HRC | Castlron | S@iniess |Alminiim | COPRET |1/ Alloy| Graphite | Resin

© © |0 |0 |0 O | o ©

©=Best (O=Good

MODEL &% \ D 4% \ | AR \ L2E | dov ooz
CX400-TEM4060 6 14 60 6
CX400-TEM4080 8 18 75 8
CX400-TEM4100 10 22 90 10
12 12
16 16
20 20

snipey
NNl

& CX400-TEM4120 26 100
CX400-TEM4160 34 110
CX400-TEM4200 42 120

)N buoq
AR LA AN =

Buiybnoy
ARV

Buniajweyd
HHE <FH

ln1a
=
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FARVMIAIY F )b Square End Milll for Titanium Alloy

HEIZ IS standard Milling Condition

CX200-TEM4

3 @The table shows standard milling guidance of perforating process as written picture.
D - - @Use arigid and precise machine and tool holder.
! < < @Select a cutting fluid appropriate to the particular usage.
@In case the Revolution could not be increased by the machine used, please reduce feed
h Rd speed and Revolution at same ratio.
" —HEE @When mounting End Mills, the run out of the lip will have to be set with in 0.01mm.
SEYIH| Slotting
T - o0 bo &40 TEIE 00 40HR
(ﬂ RV EE F—ﬁiﬁg RV EE z RV EE z RV EE %
(mm mm/min) mjin° mm/min) mIn' mm/min) mIn' mm/min) mIn'
Diameter eed rate Revolution eed rate Revolution eed rate Revolution eed rate Revolution
6 80 270 140 4200 120 3700 90 2900
8 160 200 250 3200 220 2800 180 2200
10 150 1600 240 2500 210 2200 170 1800
12 130 1300 200 2100 180 1900 140 11500
16 130 1000 200 1600 180 1400 140 1100
20 120 800 180 1300 160 1100 130 900
Ad <0.2D <0.5D <0.3D
I YIEY Side Milling
=F: &4 Carbo 248 TH 00 40
(ﬂ =Y fEE % =Y }EE L XY R % XY R z
(mm S:mm min) mln' S:mm min) mln' mm/min) mln' mm/min) mln'
Diameter eed rate Revolution eed rate Revolution eed rate Revolution eed rate Revolution
6 130 3200 190 4800 170 4200 140 3400
8 240 2400 360 3600 320 3200 260 2600
10 230 1900 340 2900 310 2500 250 2100
12 190 1600 290 2400 250 2100 210 1700
16 190 1200 290 1800 250 1600 210 1300
20 170 1000 260 1400 230 1300 190 1000
Ad <1.0D <15D <1.0D
Rd <0.2D <0.5D <0.3D
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EWERS Y7 AT Y FZIV Corner Radius End Mill for Hard Material

AN o< ot
CX500 3SMASEERS V7 ATV FIIV

CX500 Series 3-Flute Radius End Mill for Hard Material

CX500-HFR3

I~ B

L
R i ¢d
S ——— S
oD | A -——- ——-—
CX500-HFR3100 N T &

Iq% 'I'i Features

@CX500-Coating is new epoch-making coating developed for super-
long tool life, High-speed processing and dry cutting due to the high
acid resistance and hardening if compared with other conventional
and popular coating which is existing in the market.

@Combination of negative radius blade and 45 degree helix blades
enables high rigidity and sharpness by high feed speed, with high
efficiency

@3Flute eliminates chattering and suitable for drilling processing

@Universal applications for engraving, side milling , radius milling,
rough milling and semi-finishing.

AN
o] =S
NIENE Tolerance
Y X
NN\ Radius

@ /;; =% | 220 | AED 15 = AT Hardened Steel B RIAATIVEIES| HAS | T208% |55y il
51 Carbon | Atloy steel Pretirdened” 5 ipc [ ~55HRC [ ~60HRC | ~65HRC | Castlron | Sinless |Aluminium| Copper | U\iRilcy | Graphite | Resin
o 7
7
©@ @00 | 0|00
©=Best (O=Good
OD ] 3R » 2 > = N= d 2 ¥
CX500-HFR3020 2 0.5 4 50 4 1
CX500-HFR3030 3 0.8 6 50 4 1
CX500-HFR3040 4 1 8 50 6 1
& CX500-HFR3050 5 1.2 10 70 6 1
@®
2 )L CX500-HFR3060 6 1.5 12 70 6 2
CX500-HFR3080 8 2 16 80 8 2
CX500-HFR3100 10 2 20 20 10 2
o CX500-HFR3120 12 2 24 100 12 2
-
[ w . e
3% HEIZYHISE (4 standard Milling Condition
f ?; @The table show standard milling guidance of perforating process as written picture
~hH x @Use a rigid and precise machine and tool holder
/-\dI @Select a cutting fluid appropriate to the particular usage
- @In case the revolution could not be increased by the machine used, Please reduce feed speed and
3 7 revolution speed at same ration
& Z, “Rg”! | @®@When mounting End Mills, The run out of the till will have to be set within 0.0Tmm
= -~
b O 0 D 0 0
EOEE B EORE B EUBE R EOBE i
(mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™)
Feed rate Feed rate Feedrate Feedrate
0E Dia Standard | High Speed | Standard | High Speed | Standard | High Speed | Standard | HighSpeed | Standard | HighSpeed | Standard | HighSpeed | Standard | High Speed | Standard | High Speed
El 2xR05 3795 | 6300 | 11500 | 19100 | 3210 | 5160 | 10700 | 17200 | 2280 | 3697 | 9500 | 15400 | 525 | 1200 | 4800 | 10400
30 3xR0.8 4335 | 7238 | 7600 | 12700 | 3622 | 5865 | 7100 | 11500 | 2685 | 4327 | 6400 | 10300 | 600 | 1350 | 3200 | 6900
o i 4xRLO 4620 | 7695 | 5700 | 9500 | 3817 | 6195 | 5300 | 8600 | 2737 | 4387 | 4800 | 7700 | 675 | 1425 | 2400 | 5200
5L 5xRL2 4552 | 7523 | 4600 | 7600 | 3870 | 6210 | 4300 | 6900 | 2737 | 4462 | 3800 | 6200 | 675 | 1425 | 1900 | 4100
@ H 6xR12 4785 | 8063 | 3800 | 6400 | 4102 | 6495 | 3600 | 5700 | 2880 | 4590 | 3200 | 5100 | 675 | 1500 | 1600 | 3500
8xR2.0 4875 | 8063 | 2900 | 4800 | 4132 | 6577 | 2700 | 4300 | 2880 | 4680 | 2400 | 3900 | 675 | 1500 | 1200 | 2600
10xR2.0 4830 | 7980 | 2300 | 3800 | 4035 | 6525 | 2100 | 3400 | 2850 | 4650 | 1900 | 3100 | 750 | 1500 | 1000 | 2100
12xR2.0 4560 | 7680 | 1900 | 3200 | 3945 | 6352 | 1800 | 2900 | 2737 | 4447 | 1600 | 2600 | 675 | 1425 | 800 | 1700
K 16xR3.0 3780 | 6480 | 1400 | 2400 | 3195 | 5167 | 1300 | 2100 | 2302 | 3645 | 1200 | 1900 | 525 | 1200 | 600 | 1300
g4 20xR3.0 3000 | 5190 | 1100 | 1900 | 2737 | 4230 | 1100 | 1700 | 1950 | 2925 | 1000 | 1500 | 450 | 900 500 | 1000
= I | standard <0.08D <0.04D
| High Speed <0.06D <0.02D
Rd <0.2D
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EWERS Y7 AT F3IU Corner Radius End Mill for Hard Material
A 8

CX500 4 A SEERRS V7 ATV FEIV

CX500 Series 3-Flute Radius End Mill for Hard Material

CX500-HFR4 -

\ _~ 10
¢D | O ——- ———

- R [ ¢d
CXSN)-HFRIL0 N *

Iq% 'I'i Features QSDI <[\7 N 7{7774]»

@ CX500-Coating is new epoch-making coating developed for super-

long tool life, High-speed processing and dry cutting due to the high VELQE Tolerance
acid resistance and hardening if compared with other conventional / 0
and popular coating which is existing in the market.
@ Combination of negative radius blade and 45 degree helix blades -0.02
i3

v

7

2
7
=
-

enables high rigidity and sharpness by high feed speed, with high

efficienc
@ 3Flute eliminates chattering and suitable for drilling processing G R
.Il:lor:‘:;f‘rﬁillﬁﬁgl;c:élg::ﬁf%neigﬁil:;ng, side milling , radius milling , @ Radius
REH | AW | REH #52E AN Hardened Steel w272 E|TIVIER| WER (T5VER | 555041 | IS
Groa" | Alloy steel Prefiardened _ 45HRC | ~55HRC [ ~60HRC [ ~65HRC | Castiron | SGimees [Algminim| Coprer T Ay | Graphite | Resin Z‘_‘é’
© 00 0|00 |0|/0 |0 7
©=Best (O=Good
OD Y 2 D % » = A= d 2 ne
CX500-HFR4020 2 0.5 4 50 4 1
CX500-HFR4020-6 2 0.5 4 50 6 1
CX500-HFR4030 3 0.8 6 50 4 1
CX500-HFR4030-6 3 0.8 6 50 6 1
CX500-HFR4040 4 1 8 50 6 1 #®
CX500-HFR4050 5 1.2 10 70 6 1 )L g
CX500-HFR4060 6 1.5 12 70 6 2
CX500-HFR4080 8 2 16 80 8 2
CX500-HFR4100 10 2 20 20 10 2 o_
CX500-HFR4120 12 2 24 100 12 2 >3
CX500-HFR4160 16 3 32 120 16 2 1<
CX500-HFR4200 20 3 40 130 20 2 7’ g

HESZ IS standard Milling Condition

@The table show standard milling guidance of perforating process as written picture
@Use a rigid and precise machine and tool holder
AdI @Select a cutting fluid appropriate to the particular usage
- @In case the Rotation could not be increased by the machine used, Please reduce feed speed and
Rotation speed at same ration
“Rg”! | ®@When mounting End Mills, The run out of the till will have to be set within 0.0Tmm

HEI

MANEQN]
Buiybnoy

A2 TEH tool steel

$RE (35~40HRC)

BiEEM hardened steel

%% carbon steel & O
Work Material (40~ 55RHC) ( SKD.SUS.SCM ) (HPM.NAK) (40~ 60RHC) BY n:;
P EOEE [ EEE EEE R Bl YRR = Y 3
{: (mm/min) (mm~") (mm/min) (mm_") (mm/min) (mm_") (mm/min) (mm’™") =
(mm Feedrate Rotation Feedrate Rotation Feedrate Rotation Feed rate Rotation 1)
Diameter Standard | High Speed | Standard | HighSpeed | Standard | High Speed | Standard | HighSpeed | Standard [ High Speed | Standard | HighSpeed | Standard [ High Speed | Standard | High Speed I3
2xR0.5 5060 8400 11500 | 19100 4280 6880 10700 17200 3040 4930 9500 15400 700 1600 4800 10400 Ba
3xR0.8 5780 9650 7600 12700 | 4830 7820 7100 11500 3580 5770 6400 10300 800 1800 3200 6900
4xR1.0 6160 10260 5700 9500 5090 8260 5300 8600 3650 5850 4800 7700 900 1900 2400 5200
5xR1.2 6070 10030 4600 7600 5160 8260 4300 6900 3650 5950 3800 6200 900 1900 1900 4100
6xR1.2 6380 10750 3800 6400 5470 8660 3600 5700 3840 6120 3200 5100 900 2000 1600 3500 k
8xR2.0 6500 10750 2900 4800 5510 8770 2700 4300 3840 6240 2400 3900 900 2000 1200 2600 I J 9
10xR2.0 6440 10640 2300 3800 5380 8700 2100 3400 3800 6200 1900 3100 1000 2000 1000 2100 L =
12xR2.0 6080 10240 1900 3200 5260 8470 1800 2900 3650 5930 1600 2600 900 1900 800 1700
16xR3.0 5040 8640 1400 2400 4260 6890 1300 2100 3070 4860 1200 1900 700 1600 600 1300
20xR3.0 4000 6920 1100 1900 3650 5640 1100 1700 2600 3900 1000 1500 600 1200 500 1000
Ad | standard <0.08D <0.04D
| High Speed <0.06D <0.02D
Rd <0.2D

. C.K.K CO.LTD. 40



IENEL ST ATV K3 )b No peripheral cutting edge Radius End Mill
DR o< o N

CX200 4 AENELSOT7 AT FEIV

CX200 Series 4-Flute No peripheral cutting edge Radius End Mill for high feed

CX200-SEM ]
_— ————| N [

CX200-SEM4100 *°p G| ]

Model Flute D ’4%
Iq% 'I'i Features

@CX200-Coating have high oxidation resistance and hardening

which exceeds the existing coating and provides long tool life, TEAE Tolerance
and suitable for high speed processing and dry milling. / 0
@Negative designed radius flutes and short blade length realize high 0.02

rigidity and minimize chattering in the pocket corner processing

@Back taper provide fine processing which peripheral blade does not
touch with side of work piece CX200
@shorten the processing time from medium finishing to final to final Coat
finishing in the bottom processing ad“‘s
1ifs

g% | [exm | aem | mam % AT Hardened el RFAATIEER] WA | 2782 | yoyrat

gI CE{E&“ Alloy Steel "€ @S ~45HRC | ~55HRC | ~60HRC | ~65HRC | CastIron Stsi::lgellesss Ah/'\'ﬂ'o';,':m C‘ao;;esr Ti/Ni Alloy | Graphite Resin
=
J

© |0 0|0 O] |0

©=Best (O=Good

OLU Y 28 ) X X = O TR ad
CX200-SEM4030 3 0.75 1.2 2.7 7.5 60 6
CX200-SEM4040 4 1 1.6 3.6 10 70 6
CX200-SEM4050 5 1.2 2 4.5 12 80 6
& CX200-SEM4060 6 15 25 5.4 12 20 6
52 )L CX200-SEM4080 8 2 35 7.2 16 100 8
CX200-SEM4100 10 2 4 9 20 100 10
- CX200-SEM4120 12 2 5 11 24 110 12
-0 HELZ I ZZ 4% standard Milling Condition
[
&y @The table show standard milling guidance of perforating process as written picture
z ?; K @Use a rigid and precise machine and tool holder
2 pe Ad @Select a cutting fluid appropriate to the particular usage
-~ @In case the revolution could not be increased by the machine used, Please reduce feed speed and Revolution
— speed at same ration
»5 “ra>l | ®When mounting End Mills, The run out of the till will have to be set within 0.0Tmm
é 7
= B A Al £ 4 40HR
g ; O 40 » A 40~ 60R
@z EOEE B EORE EER E)HE EhEH EUHE i
(mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™)
Feedrate Feedrate Feed rate Feedrate
Diamete Standard | High Speed | Standard | High Speed | Standard | HighSpeed | Standard | HighSpeed | Standard | HighSpeed | Standard | HighSpeed | Standard | HighSpeed | Standard | High Speed
4 6600 | 13000 | 7950 | 16000 | 6000 | 12000 | 7950 | 16000 | 4800 | 12000 | 6350 | 16000 | 1050 | 3350 | 2400 | 7950
om 5 7000 | 14000 | 6350 | 12500 | 6350 | 12500 | 6350 | 12500 | 5100 | 12500 | 5100 | 12500 | 1150 | 3800 | 1900 | 6350
o B 6 7000 | 14000 | 5300 | 10600 | 6350 | 12700 | 5300 | 10600 | 5100 | 12700 | 4250 | 10600 | 1150 | 3800 | 1600 | 5300
3 119 8 7000 | 14000 | 4000 | 7950 | 6350 | 12700 | 4000 | 7950 | 5100 | 12700 | 3200 | 7950 | 1150 | 3800 | 1200 | 4000
g :E 10 7000 | 14000 | 3200 | 6350 | 6350 | 12700 | 3200 | 6350 | 5100 | 12700 | 2550 | 6350 | 1150 | 3800 | 955 | 3200
3B 12 7000 | 14000 | 2650 | 5300 | 6350 | 12700 | 2650 | 5300 | 5100 | 12700 | 2100 | 5300 | 1150 | 3800 | 795 | 2650
Ad <0.04D <0.025D <0.02D <0.01D
— Rd <0.4D
9h
=N
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RK—IbT Y FZJV Ball nose End Mill

R o e LT '

95774 FA2BAR—=IVT FZIVDIAO—F

2-Flute Ball Nose End Mill for Graphite / DIA coat

DIA-BE2
L ——— = ® ) o

DIA-BE2040 0| QI

T s
Model Flute R ¢ dr

’ MR E Tolerance
0
-0.02
@long type provides deep die-shink processing
B @ @\\w —
&

Iq% 'I'i Features

@Diamond coating have surface hardness comparable natural

diamond and achieves a miraculous durability in processing of / i

graphite/resin aluminum and copper etc.

REW | 220 | BEE 152 AN Hardened Steel Bk (27L2E|TIVIES| WA |F5VE2 (s5opqr| S 2e
Carbon | Alloy steel [referdened 5y p T 5SHRC | ~60HRC | ~65HRC | Castlron | Stiniess |Aluminium| Copper | FEE | Graphite | Resin ig
7
O |0 © | O
©=Best (O=Good —

A 3 543 ; o ER

2t = O < 0 }_/’ g_

DIA-BE2010 2 1 10 1.9 20 100 4 R
DIA-BE2015 3 15 15 29 25 100 4
DIA-BE2020 4 2 20 3.9 30 100 4
DIA-BE2030 6 3 30 5.8 40 120 6
DIA-BE2040 8 4 40 7.8 50 150 8
DIA-BE2050 10 5 50 9.7 60 180 10
DIA-BE2060 12 6 55 117 65 200 12

HEIZUEI SR standard Milling Condition

D |yl
73
@The table show standard milling guidance of perforating process as written picture g “z’
o ~| @Use arigid and precise machine and tool holder w &
Sl “; @Select a cutting fluid appropriate to the particular usage Hx
| T @In case the Revolution could not be increased by the machine used, Please reduce feed speed E—
| pf and Revolution speed at same ration B
®D=2 xR @When mounting End Mills, The run out of the till will have to be set within 0.01Tmm ; ®
c
W 55774 15
Work Material Graphite ; i
R{E XYEE (mm/min) B8 (min”)
(mm) Feed rate Revolution
1 250 8000
1.5 380 8000
2 510 8000 ﬁﬁﬁ §
3 765 8000 Y 3
4 1000 8000 ma
5 1250 8000 I3
6 1500 8000 Be
Ad =0.1D
Pf =0.03D S

i ka
Iua
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R—ILbT Y K3V Ball nose End Mill

BT o of AT N A

2IFR—=IVTVFEI

2-Flute Ball Nose End Mill

BE2 / o0

ST ol e T

. ) 6d
BE20605 oSS

I q% 'Ii Features R {& Radius | R $5FE Accuracy
@A highly rigid long necked,short tooth endmill. 0é5 ~62 + 0
@The optimum tool for alloy steel, S45C/SCM440 “{ 8~10 o

@Recommend oil or water soluble coolant for copper milling. MG m
@ g\\w Ball

— [ezm | cem | maE®m 15 ANE Hardened Steel B ZTAZRTIVIES| WES | T208% |55y il
w3z Carbon | Atloy steel Pretierdened” 45 ipe [ ~55HRC [ ~60HRC | ~65HRC | Castlron | Sinless |Aluminium| Copper | U\ iloy | Graphite | Resin
24
c
iz © o 0|0 O NORNONNG

©=Best (O=Good
MODEL #% w
4
g; BE2005S 0.5 25 50 4 1
EX BE20075S 0.75 4 50 4 1
BE2010S 1 4 50 4 1
BE2015S 1.5 6 60 4 1
BE2020S 2 8 60 4 2
BE2025S 2.5 10 80 6 2
BE2030S 3 12 80 6 2
BE2040S 4 14 920 8 2
BE2050S 5 18 100 10 2
5 a BE2060S 6 22 100 12 1
M
3% BE2080S 8 30 100 16 1
e BE2100S 10 38 105 20 1
~
s HEIZYTHIZE A standard Milling Condition
_ @The table show standard milling guidance of perforating process as written picture
3 ; @Use arigid and precise machine and tool holder
§_ 7 @Select a cutting fluid appropriate to the particular usage
3 b4 @In case the revolution could not be increased by the machine used, Please reduce feed speed and Revolution speed
g a at same ration
f @When mounting End Mills, The run out of the till will have to be set within 0.01Tmm
oOm| R . S5 Alloy ciosiTool dtee s o Pty
S B y - arbon steelAlloy stee Alloy steel Tool
3Y 0 a >
c}f‘?][l '. : 0 A »
g % AIS! 10 AlS| a<15° a>15° a<15° a>15°
RiE EEY | 2UEE | DEN | EZVEE | Enm | ZUEE | DER | 2% | OhH | ZUEE | BER | 2UEE
_ (mm) (mm™) [ (mm/min) [ (mm™) | (mm/min) [ (mm™) | (mm/min) | (mm™) | (mm/min) | (mm™) | (mm/min) | (mm™) | (mm/min)
Radius i Feed rate i Feed rate i Feed rate i Feed rate i Feed rate i Feed rate
RO.5 - - - - 14000 0 10000 20 12000 50 7000 80
R 1 4100 70 2800 40 10500 350 7300 210 8400 220 5500 130
ok R 2 2600 120 1650 85 7200 500 5100 300 5900 60 4300 210
2_% R 3 1900 150 1200 95 5200 560 3600 0 4200 410 2900 240
- R 4 1400 160 900 105 4000 640 2700 380 3100 440 2200 240
R 5 1100 140 710 95 3200 700 2200 380 2500 460 1750 250
R 6 940 130 600 85 2600 640 750 350 2100 430 1450 250
R 8 700 100 450 60 900 620 300 30 550 430 1100 250
R 10 560 80 360 50 500 590 000 310 250 410 860 250
$EA0T (B4 <0.8R) Roughing (Large depth of cut = 0.05R) ¥570T (B4t <0.05R) Finishing (Large depth of cut = 0.05R)
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| o m——E- \

R—JbT Y F3)b Ball nose End Mill
RN v ' e LT :

3MAIFR—IVTVFEI

3-Flute Ball Nose End Mill

BE3 o0

R ! —

oD OO ————4]——— -

Model Fite R éD I *& N } - 4} B
Features
I q% 'Ii ’ R ¥5[E Accuracy
@A highly rigid long necked,short tooth endmill. “’ +0.010

@The optimum tool for alloy steel, S45C/SCM440 - 0.010

@Recommend oil or water soluble coolant for copper milling. MG m
R @ g\\“
&

BE3060S

%nd | aaw | BN T AU Hardened steel BB [ LE7VSA%] BAR | 7222 oy HEE |
Carbon | Alloy steel [referdened” 5 1pc T5SHRC | ~60HRC | ~65HRC | Castlron | Siiniess |Aluminium| Copper | FEE | Graphite | Resin -
©|® | 0|0 O|0|0|O0 ¥
7 ©
©=Best (O=Good
ODEL &% R - R d 13 pe -
BE3005S 0.5 2.5 50 4 1 3 g
BE30075S 0.75 4 50 4 1 ZE
BE3010S 1 4 50 4 1
BE3015S 1.5 6 60 4 1
BE3020S 2 8 60 4 2
BE3025S 2.5 10 80 6 2
BE3030S 3 12 80 6 2
BE3040S 4 14 920 8 2
BE3050S 5 18 100 10 2
BE3060S 6 22 100 12 1 a .
BE3080S 8 30 100 16 1 73
BE3100S 10 38 105 20 1 ?; §
7 ~

HEIZYTHIZE A standard Milling Condition

@The table show standard milling guidance of perforating process as written picture

@Use arigid and precise machine and tool holder

@Select a cutting fluid appropriate to the particular usage

@In case the Revolution could not be increased by the machine used, Please reduce feed speed and Revolution speed
at same ration

@When mounting End Mills, The run out of the till will have to be set within 0.01Tmm

AANERNIN]]
Buiybnoy

a2 T a8 a%m. 5 — k>
c rbm - Bl Alloy steel.Tg?[.;teel Carbcﬁ!stgelilloy steel AIloy?teel.Tgﬁgea’l:;\harS;\% steel éﬁﬁ 2
T arbon steel.Alloy steel FLn— RV (~30HRC) (30~45HRC) i ]
Work Material (~30HRC) Pre-hardend steel S$55C.SCM SKD61.NAK Y 3"
S55C.SCM ) AlSI 1055 AlS| H13.AlSI D2 s
A0S Al H13 <15° a>15" a=15" a>15° F:E 3
XY EE ElS53 XY EE ElS53 XY EE B33 XY EE B33 XY EE B33 XY EE
(mm/min) | (mm~) | (mm/min) (mm/min) | (mm~) | (mm/min) | (mm”) | (mm/min) | (mm~) | (mm/min)
Feed rate i Feed rate Feed rate i Feed rate i Feed rate i Feed rate
R 1 4100 920 2800 55 10500 455 7300 270 8400 290 5500
R 2 2600 160 1650 10 7200 650 5100 390 5900 470 4300
R 3 1900 200 1200 25 5200 730 3600 460 4200 530 2900 N o
R 4 400 210 900 35 4000 30 2700 500 3100 570 2200 3
R 5 1100 180 710 125 3200 10 2200 500 2500 600 1750 =
R 6 940 230 600 110 2600 30 1750 450 2100 560 1450
R 8 700 130 450 80 1900 810 1300 430 1550 560 1100
R10 560 100 360 65 1500 770 1000 400 1250 530 860
#AH0T (BR4X =0.8R) Roughing (Large depth of cut = 0.05R) ¥EH0 T (BY4X <0.05R) Finishing (Large depth of cut = 0.05R)
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Borees - SISHEEN. L.

RK—IJVT Y FZ )b Ball nose End Mill
FERENRNC »< & W8 .

CX200 Z*SIEZR—IIII’/ FZIb

CX200 Series 2-Flute Ball Nose End Mill

CX200-BE2 / —
L — R _,
) oD LOOt-——F-— -
L 6d
CX200-BE2060S R ! -
S e Model Flute R ¢DI H@ - — %77“H7

@A highly rigid long necked,short tooth endmill. R {& Radius Rﬁg Accuracy

@The optimum tool for alloy steel, S45C/SCM440,NAK to HRC45
(R) Bl cx200
Y Ball Coat

@Recommend oil or water soluble coolant for copper milling.

@Employs TiAIN Coating and is applicable for high speed and high

feed operations

T
=1 ")
00|,.,[©
i
=
OmN
ESaSSS
SSIQR(G S

£3 REH | a2 | HEN BEE ANE Hardened steel B [2Aza7IiEe] WaR 7222 5o il

S T Cg{g:l" Alloy Steel [Tt ~45HRC | ~55HRC | ~60HRC | ~65HRC | CastIron Stsa;:éfsss A"Kﬁ&'}';’ m C/ﬂo';esr Ti/N"i‘l:\IIon Graphite Resin

L4

©=Best (O=Good

»7

S2M MopELmE | R | /mE | L2R | dmE | Type

nA CX200-BE2005S 0.5 2.5 50 4 1

— CX200-BE20075S 0.75 4 50 4 1

CX200-BE2010S 1 4 50 4 1
CX200-BE2015S 15 6 60 4 1
CX200-BE2020S 2 8 60 4 1
CX200-BE2025S 2.5 10 80 6 1
CX200-BE2030S 3 12 80 6 2

o CX200-BE2040S 4 14 90 8 2

2% CX200-BE2050S 5 18 100 10 2

z% CX200-BE2060S 6 22 100 12 2

4 CX200-BE2080S 8 30 100 16 2
CX200-BE2100S 10 38 105 20 2

P s

g5

S 1

5

Q 7”

[ai:]

T

3Y

o il

=T

[-l::]

gy

=)
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HEAZYIHISEAF standard Milling Condition

3

K—IVIT ¥ FZ)b Ball nose End Mill
s N

CX200-BE2

—|ap

@The table show standard milling guidance of perforating process as written picture
@Use arigid and precise machine and tool holder
@Select a cutting fluid appropriate to the particular usage

@In case the revolution could not be increased by the machine used, Please reduce feed speed and revolution speed

| ae at same ration
@When mounting End Mills, The run out of the till will have to be set within 0.01Tmm
: oy stee : o = 5 5 ' = 0.55400.550 40 »
High Speed Standard
R fi§ Bl %Y &R T %Y EE % %Y EE % %Y EE
(mm) (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min)
Radius ion Feed rate i Feed rate i Feed rate i Feed rate
RO.5 47700 3820 47700 2390 50000 4000 50000 4000
R 1 23900 2870 23900 1910 47700 5720 31800 3800
R 2 11900 2390 11900 1670 23900 4780 15900 3200
R3 7960 2230 7960 1430 15900 4450 10600 2970
4 5970 19 5970 1310 11900 3810 7960 2550
5 4770 172 4770 1240 9550 3440 6370 2290
6 3980 159 3980 1190 7960 3180 5310 2120
8 2980 1340 2980 1010 5970 2690 3980 1790
R10 2390 1070 2390 810 4770 2150 3180 1430
AT (ap=0.1Dc 2e=0.3Dc) Roughing (ap=0.1Dc ae=0.3Dc) ¥h0.T (ap =0.05Dc ap=0.05Dc) Finishing (ap =0.05Dc ap=0.05Dc) ;7( @
c
TLn—kv I
WHA Pre-Harden Sgel Haﬁfn)ggb ::eel a
Work Material HPM1.NAK55 SKD61, SKT4
(35~45HRC) (45~55HRC)
RiE High Speed Standard High Speed Standard
(mm) L %Y EE El§Ey %Y EE El$E 2 EE % *Y)EE
Radius mm") (mm/min) (mm™) (mm/min) mm) (mm/min) (mm™) (mm/min) -
Revolution Feed rate Revolution Feed rate Revolution Feed rate Revolution Feed rate 7=
RO.5 47700 3820 47700 2390 50000 4000 5000 4000 a3
1 23900 287 23900 1910 47700 5720 3180 3800 7 g
2 11900 239 11900 1670 23900 4780 15901 3200 S
3 7960 223 7960 1430 15900 4450 10601 2970
4 5970 1910 5970 1310 11900 3810 7960 2550
5 4770 1720 4770 1240 9550 3440 6370 2290
R6 3980 1590 3980 1190 7960 3180 5310 2120
R8 2980 1340 2980 1010 5970 2690 3980 1790
R10 2390 1070 2390 810 4770 2150 3180 1430

#5h0T (ap =0.05Dc ap=0.05Dc) Finishing (ap =0.05Dc ap=0.05Dc)
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Borees - SISHEEN. L.

AR—LIY K3 Ball nose End Mill
RN v & W8 .

CX200 3 #2A- \—IDI“/ FZIV

CX200 Seriese 3-Flute Ball Nose End Mill

CX200-BE3 : |
<10 ‘
——————— o T

L od |
CX200-BE3060S Rl
M e Model Fute R ¢DI 77777 %,7,4],

@A highly rigid long necked,short tooth endmill.
@The optimum tool for alloy steel, S45C/SCM440,NAK to HRC45 i‘

R #5[E Accuracy
+0.010
@Recommend oil or water soluble coolant for copper milling. - 0.010

.;Em:loys Ti?IN Coating and is applicable for high speed and high @ CX200
eed operations
— P ﬁfﬁ&ﬂ Syl Ball Coat

w R mEdl | A2 | HEN BEE AN Hardened Steel PR\ TIVIES| ME®R |28 5y | S
gg CE{S:I" Alloy Steel |"™=ci el | ~45HRC | ~55HRC | ~60HRC | ~65HRC | Castlron Stsatlgéle:s Ahﬂl‘g;;:m (}ﬂo;;lesr Ti/Ni ;"oy Graphite Resin
3 5
7
© 0| 00|00 OO0 |0
_ ©=Best (O=Good

A vooELmg | R | /@R | L2& | dEE | Type

52 CX200-BE3005S 0.5 2.5 50 4 1
CX200-BE30075S 0.75 4 50 4 1
CX200-BE3010S 1 4 50 4 1
CX200-BE3015S 15 6 60 4 1
CX200-BE3020S 2 8 60 4 2
CX200-BE3025S 2.5 10 80 6 2
CX200-BE3030S 3 12 80 6 2
CX200-BE3040S 4 14 90 8 2

> CX200-BE3050S 5 18 100 10 2

8 7 CX200-BE3060S 6 22 100 12 1

2% CX200-BE3080S 8 30 100 16 1

v CX200-BE3100S 10 38 105 20 1
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A=V F3 )b Ball nose End Mill
N

CX200-BE3

AR w o WL

HEIZEDHISZAF standard Milling Condition

@The table show standard milling guidance of perforating process as written picture

@Use arigid and precise machine and tool holder

@Select a cutting fluid appropriate to the particular usage

@In case the revolution could not be increased by the machine used, Please reduce feed sped and revolution speed
| ae at same ration

@When mounting End Mills, The run out of the till will have to be set within 0.01Tmm

—ap

High Speed lard
R {i ISR &) EE ol &Y EE ol &Y EE ol &) EE
(mm) (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min)
Radius i Feed rate i Feed rate i Feed rate i Feed rate
R1 23900 3730 23900 2480 47700 7430 31800 4940
R2 11900 3100 11900 2170 23900 6210 15900 4160
R3 7960 2890 7960 1850 15900 5780 10600 3860
R4 5970 2480 5970 1700 11900 4950 7960 3310
RS5 4770 2230 4770 1610 9550 4470 6370 297
R6 3980 2060 3980 1540 7960 4130 5310 275
R8 2980 1740 2980 1310 5970 3490 3980 232
R10 2390 1390 2390 1050 4770 2790 3180 1850
#AI0T (ap=0.1Dc ae=0.3Dc) Roughing (ap=0.1D¢ ae=0.3D¢) #5h0T (ap =0.05Dc ap=0.05Dc) Finishing (ap =0.05D¢ ap=0.05Dc)
A wn
TLn—RV BEANE L
Pre-Harden Stee Hardened Steel I
Work Material HPM1.NAK55 SKD61.5KT4 7 B
(35~45HRC) (45~55HRC)
R{E High Speed Standard High Speed lard
(mrh) [E18E3 &Y EE ol &Y EE ol &Y EE [E18EE &Y EE
Radius (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min)
Feed rate Feed rate Feed rate Feed rate
R1 47700 4960 31800 3300 39800 4130 23900 2480 i P
R 2 23900 4350 15900 2890 19900 3620 11900 217 v 8
R 3 15900 3710 10600 2480 13300 3100 7960 1851 7 g
R4 11900 3400 7960 2270 9950 2840 5970 1700 R®
R5 9550 3220 6370 2150 7960 2690 4770 1610
R6 7960 3100 5310 2060 6630 2580 3980 1540
R8 5970 2630 3980 1750 4970 2190 2980 1310
R10 4770 2100 3180 1400 3980 1750 2390 1050
#&h0T (ap =0.05Dc ap=0.05Dc) Finishing (ap =0.05Dc ap=0.05Dc)
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CX500 2 ASEEFR—IVI Y F IV

CX500 2-Flute Ball Nose End Mill for hard material

o AANEEN. L.

JLIY R =)L Ball nose End Mill for Hard Material
- . ‘ ]

CX500-HBE2 |
, sd
R
<o
eE— o)
= ‘
CX500-HBE2005-6 " o
Model Flute R

Iq% 'I'i Features ‘& ‘‘‘‘‘ %‘_“H‘

@CX500-Coating is new epoch-making coating developed for super-
long tool life, High-speed processing and dry cutting due to the high R {# Radius |R #&[E Accuracy
acid resistance and hardening if compared with other conventional 0.15~25 +0.005
and popular coating which is existing in the market.-The optimum ‘f a d 3~6 + 300;
tool for alloy steel, S45C/SCM440,NAK to HRC45

@CKK Original design Chip pocket enables similar or same cutting
depth whic_h 3_—ﬂutes could realize ) @ @

@ SUtabi forhardened stee procescing (up 5 65 HRO) f Ba" Sl
R | a2 | BES Bt % AT Hardened Steel stt-/llzxﬂl TIiER] MES (75282 57,0 S
Sroal | Alloy steel Prefardened_45HRC | ~55HRC [ ~60HRC [ ~65HRC | Castlron | SEiness |Alyminiim | CopRer |1\ Alloy| Graphite |  Resin
Ol0|0|®|© |0 |0|0|0

©=Best (O=Good

()1 ) » ) 4 - d & De

CX500-HBE20015 0.15 0.3 0.45 50 4 1
CX500-HBE20015-6 0.15 0.3 0.45 50 6 1
CX500-HBE2002-4 0.2 0.4 0.6 50 4 1
CX500-HBE2002-6 0.2 0.4 0.6 50 6 1
CX500-HBE2003-4 0.3 0.6 0.9 50 4 1
CX500-HBE2003-6 0.3 0.6 0.9 50 6 1
CX500-HBE2004-4 0.4 0.8 1.2 50 4 1
CX500-HBE2004-6 0.4 0.8 1.2 50 6 1
CX500-HBE2005-4 0.5 1 1.5 50 4 1
CX500-HBE2005-6 0.5 1 1.5 50 6 1
CX500-HBE20075 0.75 1.5 2 50 6 1
CX500-HBE2010 1 2 3 50 6 1
CX500-HBE2015 1.5 3 4.5 60 6 1
CX500-HBE2020 2 4 6 70 6 1
CX500-HBE2025 2.5 5 7.5 80 6 1
CX500-HBE2030 3 6 9 920 6 2
CX500-HBE2040 4 8 12 100 8 2
CX500-HBE2050 5 10 15 100 10 2
CX500-HBE2060 6 12 18 110 12 2
CX500-HBE2080 8 16 24 140 16 2

49 €. K. K .., LT D, s
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BEERA—ILIY R 3I) Ball nose End Mill for Hard Material

IR o<t AT '
CX500-HBE2

HEZYIHISEAF standard Milling Condition

@The table show standard milling guidance of perforating process as written picture
o| @Use arigid and precise machine and tool holder
“; @Select a cutting fluid appropriate to the particular usage
@In case the revolution could not be increased by the machine used, Please reduce feed speed and revolution speed
| pf at same ration
@When mounting End Mills, The run out of the till will have to be set within 0.01Tmm
#EA TSi#fE# Hardened Steel Si#fE# Hardened Steel BT#EE# Hardened Steel
Work Material (40 ~55HRC) (55 ~ 60HRC) (60 ~ 65HRC)
#YE 5] Y o] #YE 5]
(R fi& (mm/mﬁ) (mﬁ% (mm/mﬁ) (mﬁ’ai) (mm/mﬁ) (mﬁ%
R "("’I"&s Feed rate Revolution Feedrate Revolution Feed rate Revolution
& Standard |High Speed | Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed
.2 650 - 50000 - 600 - 50000 - 550 - 50000 -
.3 1040 - 50000 - 960 - 50000 - 780 - 50000 -
.4 1460 - 50000 - 0 - 43800 - 900 - 38200 -
15 2240 2650 47700 50000 430 2300 35000 50000 120 1950 30600 50000
0.75 2310 4800 31800 50000 450 3900 23300 50000 460 2740 20400 38200
1 740 3670 23900 43000 080 2620 7500 36600 000 940 5300 28600
1.5 730 3430 5900 28600 080 2570 1700 24400 950 880 0200 100
2 590 3280 1900 21500 020 2510 8800 18300 930 820 7600 4300
2.5 1540 3620 9500 17200 990 2600 7000 14600 1040 1900 6100 11500
3 1390 2860 8000 14300 890 2200 5800 12200 840 1670 5100 9500
4 1250 2710 6000 10700 800 2110 4400 9200 760 1570 3800 7200
5 1130 2530 4800 8600 700 1910 3500 7300 700 1440 3100 5700 A »
6 1010 2340 4000 7200 600 1670 2900 6100 620 1280 2500 4800 4 c
HITAZ Processing Ad Pf Ad Pf Ad Pf ;’ s
¥EINT <01D | =0.08D | =03D | =0.24D | =0.07D | =0.05D | =021D | =<0.15D | =<0.07D | =<0.05D | =021D | =0.15D 7
T =<0.03D | <0.02D [ =0.D | =0.05D | <0.02D | =<0.01D [ =0.05D | =<0.05D | =0.02D | =<0.01D [ =0.05D | =<0.05D
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BEERAA—ILIY R 3L Ball nose End Mill for Hard Material

ws o ARNGEES. W T

DR o #f TN . I
el S \
= LS A Ay b
CX500 3*&% IﬁﬁE’zE' —IV TV FZ)
CX500 3-Flute Ball Nose End Mill for hard material
L \
CX500-HBE3
, od
R
o
LS
: -
CX500-HBE3050 L |
Model Fute R
lodel ute
B o N T )
@CX500-Coating is new epoch-making coating developed for super
long tool life, High-speed processing and dry cutting due to the high V] R {# Radius |R #&[E Accuracy
acid resistance and hardening if compared with other conventional 0.5~2 0008
and popular coating which is existing in the market.-The optimum 3~6 r950

tool for alloy steel, S45C/SCM440,NAK to HRC45

@CKK Original design Chip pocket enables similar or same cutting
depth which 3-flutes could realize

@Surface finish is very accurate after rocessing

AN\ I!!nl —

EY

SMG

L
%

@Suitable for hardened steel processing (up to 65 HRC) =
@ ; =% | 2om | AED 1= AT Hardened Steel B AR TIVIES| WES | T208% | 5570 il
5T oo | Alloy steel [Prefirdened _45HRC | ~55HRC | ~60HRC [ ~65HRC | Castiron | SEinipss |ANRInum| COPPEr | /N Alloy | Graphite | Resin
o 7
7
ONNOENONNONNONNORNONNONNG
©=Best (O=Good
22 1l
54 MODEL #% 28 L0
c
o2 CX500-HBE3005 0.5 1 1.5 50 4 1
— CX500-HBE3010 1 2 3 50 6 1
CX500-HBE3015 1.5 3 4.5 60 6 1
CX500-HBE3020 2 4 6 70 6 1
CX500-HBE3025 2.5 5 7.5 80 6 1
CX500-HBE3030 3 6 9 920 6 2
CX500-HBE3040 4 8 12 100 8 2
o CX500-HBE3050 5 10 15 100 10 2
[~ -~
S ; CX500-HBE3060 6 12 18 110 12 2
«Q«
f ?; HEIZYTHIZE(E standard Milling Condition
~
v @The table show standard milling guidance of perforating process as written picture
— ~| @Use arigid and precise machine and tool holder
oS “; @Select a cutting fluid appropriate to the particular usage
ez @In case the revolution could not be increased by the machine used, Please reduce feed sped and revolution speed
Nt | ae at same ration
a g @When mounting End Mills, The run out of the till will have to be set within 0.0Tmm
a2 SiEE# Hardened Steel SiEE# Hardened Steel Si#E# Hardened Steel
Work Material (40 ~55HRC) (55 ~60HRC) (60 ~65HRC)
omE Rl EOEE ElEEE EOEE ElEEE EOEE oy
> (mm/min) (mm™) (mm/min) (mm™) (mm/min) (mm™)
o ELE R("&’.") Feed rate Revolution Feed rate Revolution Feed rate Revolution
?,, 71)[1 EEIB Standard | High Speed | Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed| Standard |High Speed
EX 0.5 3360 3975 47700 | 50000 2145 3450 35000 | 50000 680 2925 30600 | 50000
3B 1 2610 5505 23900 43000 620 3930 17500 36600 500 2910 15300 28600
1.5 2595 5145 00 28600 620 3855 11700 24400 425 2820 10200 9100
2 2385 4920 00 21500 530 3765 8800 8300 395 2730 7600 4300
2.5 231 5430 9500 7200 485 3900 7000 4600 560 2850 6100 1500
3 2085 4290 8000 4300 335 3300 5800 2200 260 2505 5100 9500
o R 4 1875 4065 6000 0700 200 3165 4400 9200 40 2355 3800 7200
=) 5 695 3795 4800 8600 050 2865 3500 7300 50 2160 3100 5700
=) 6 1515 3510 4000 7200 900 2502 2900 6100 930 1920 2500 4800
BTAZ Processing Ad Pf Ad Pf Ad Pf
T <01D | =0.08D | =03D | =0.24D | =0.07D | =0.05D | =021D | =0.5D | =<0.07D | =0.05D | =021D | =0.15D
— T =<0.03D | <0.02D | =<0.D | <0.05D | =<0.02D | <0.01D [ =<0.05D | =<0.05D [ <0.02D | =<0.01D | =0.05D | =<0.05D
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L |
[ ¢d
e - R /
NI 0
¢D ~=] — 1
¢ah
T e ™ I I
Model Flute D 1 R
5 %
@Provide high accurate deep rib processing with 5um radius accuracy
@Suitable for carbon steel Jarocessing and radius positive blade TEAE Tolerance
designed for tougher and shaper cutting 0
@Seamless shape (from peripheral blade to radius blade and bottom 4
center are made by one process) -0.02
@Minimize deflection of tool due to tapered radius neck design
@Improvement of CX500-Coating having high oxidation resistance (1300°C)
and high hardening exceeding the existing coating meet our own R
high rigit requirement to ensure exceptional piece-to-piece conformity z:57¢ ) KN Radius
in the processing of prehardened steel and carbon steel
REM | a0 | WHHEN 18 AN Hardened steel #ix [ReLxm7IVIAR| AR |75ve8 sy i 5%
oo |Alloy steel [Prefardenedl_45HRC [ ~55HRC | ~60HRC | ~65HRC | Castlron | S@iniess |Aluminium|  Copper | 0\ Alloy | Graphite | Resin s
@|eo|oe|o oo ”
©=Best (O=Good
7=
28
CX500-QEMSN4-2-10 0 0.47 0.99 2.21 13.73 JX g
CX500-QEMSN4-2-12 2 50 2.57 3. 4.65 16.48
CX500-QEMSN4-2-1¢ 2 0205 3 6 195 4 675 | 175 9.53 | Free
CX500-QEMSN4-2-2 20 70 20.94 21.9 24.41 Free
CX500-QEMSN4-3-16 16 16.75 17.5 19.53 21.97
CX500-QEMSN4-3-21 20 70 20.94 21.9 24.41 27.46
CX500-QEMSN4-3-2 3 0.30.5 45 25 2.9 6 26.18 27.4 30.51 Free &
CX500-QEMSN4-3-3 30 31.41 32.97 36.62 Free | e
CX500-QEMSN4-3-4 40 100 41.88 43.9 Free Free J
CX500-QEMSN4-4-1 16 50 16.75 17.5 19.53 Free
CX500-QEMSN4-4-2 20 20.94 21.9 24.41 Free
CX500-QEMSN4-4-3 4 0205 6 30 38 70 6 31.41 | 3297 | 3662 | Free
CX500-QEMS 4 40 100 41.88 43.96 Free Free
RIS
@The table show standard milling guidance of perforating process as written picture
D @Use a rigid and precise machine and tool holder
_ @Select a cutting fluid appropriate to the particular usage
Ad‘ @In case the revolution could not be increased by the machine used, Please reduce feed speed and revolution speed
at same ration 5%
@When mounting End Mills, The run out of the till will have to be set within 0.01mm ?f é
v 5
g e
FOT T B =R B VL EH
(mm/min) m (mm/min) mm ) (mm/min) mm™')
Feed rate Revolution Feed rate Revolution Feed rate Revolution
10 0.037~0.088 1000 13000 700 10500 500 8900
2 12 0.018~0.044 830 11700 580 9500 420 8000 g o
16 0.018~0.044 630 9500 440 7700 310 6500 U 3
20 0.010~0.025 500 7700 350 6200 250 5300 ma
16 0.028~0.067 1000 8900 700 7200 500 5900 Iz
20 0.028~0.067 800 8000 560 6500 400 5300 Ha
3 25 0.015~0.036 640 7200 450 5900 320 4800
30 0.015~0.036 530 6500 370 5300 270 4300
40 0.005~0.012 400 5900 280 4800 200 3900
16 0.045~0.015 1000 6500 700 5400 500 4450 .
4 20 0.045~0.015 1000 6500 700 5400 500 4450 N o
30 0.023~0.076 670 6000 470 4900 330 4000 Uz
40 0.017~0.046 500 5400 350 4400 250 3600 n
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Model Flute D 1

oA

$D
@CX500-Coating have high oxidation resistance and hardening
which exceeds existing coating and provides long tool life and
suitable for high speed processing and dry milling

@Best for rib groove processing of Elastlc mold (Please select long

¢di
: u PENE Tolerance
0
/ A -0.02

neck length according to the work piece)
@Long neck prevents tool interference when applying for deep rib
processin N orner
.Enable h|gh -efficiency surface finishing of work-piecee EW*L AN Protect
REE | A% | BEW B E AN Hardened Steel AFARRTIVIER AR | TEUEE | 55o0qp| e
oo | Atloy steel [Prefirdened_45HRC | ~55HRC | ~60HRC [ ~65HRC | Castiron | SEiniess |Alyminium| COpPer | 1/xi Alloy | Graphite | Resin
£3 ©@l©| 0|00 O|©
Q
® )E; ©=Best (O=Good
_ CX500-HMSN3-1-4 4 4.19 4.4 4.88 5.49
=7 CX500-HMSN3-1- 6 6.2 6.59 732 8.24
82 CX500-HMSN3-1- 8 8.38 8.79 9.76 0.98
E' /J CX500-HMSN3-1-10 0 50 0.47 0.99 2.21 3.73
A CX500-HMSN3-1-12 1 15 2 0.95 4 2.57 3.19 4.65 6.48
CX500-HMSN3-1-14 - 4 4.66 5.39 7.09 9.22
CX500-HMSN3-1-16 6 6.75 7.5 9.53 21.97
CX500-HMSN3-1-20 20 20.94 21.6 24.4 27.46
CX500-HMSN3-1-25 25 70 26.18 27.4 30.5 Free
I CX500-HMSN3-1-30 30 31.41 32.97 36.6 Free
@ CX500-HMSN3-1.2-€ 6 6.28 6.59 7.32 8.24
=0 CX500-HMSN3-1.2- 8 50 8.34 8.79 9.76 0.98
CX500-HMSN3-1.2-10 1.2 1.8 0 1.15 4 0.47 0.99 2.21 3.73
CX500-HMSN3-1.2-12 2 70 2.57 3.19 4.65 6.48
CX500-HMSN3-1.2-16 6 6.75 7.5 9.53 21.97
CX500-HMSN3-1.5-6 6 6.28 6.59 732 8.24
CX500-HMSN3-1.5-8 8 8.38 8.79 9.76 10.98
CX500-HMSN3-1.5-10 10 s0 10.47 10.99 12.21 13.73
CX500-HMSN3-1.5-12 15 23 12 1.45 4 12.57 13.1 14.65 16.48
CX500-HMSN3-1.5-14 14 14.66 153 17.09 9.22
CX500-HMSN3-1.5-16 16 16.75 17.5 19.53 21.97
CX500-HMSN3-1.5-18 18 70 18.85 19.7 21.97 24.71
CX500-HMSN3-1.5-20 20 20.94 21.9 24.41 Free
CX500-HMSN3-2-6 6 6.28 6.59 7.32 8.24
» T CX500-HMSN3-2-8 8 8.38 8.79 9.76 10.98
25 CX500-HMSN3-2-10 10 50 10.47 10.99 1221 13.73
& 1 CX500-HMSN3-2-12 2 2.57 3.19 4.65 16.48
Zy CX500-HMSN3-2-14 ) 3 4 1.95 4 4.66 53 7.09 19.22
@y CX500-HMSN3-2-16 6 : 6.75 7.5 9.53 Free
CX500-HMSN3-2-18 18 20.94 21.9 24.41 Free
CX500-HMSN3-2-20 20 20 26.18 27.4 Free Free
CX500-HMSN3-2-25 25 31.41 32.97 Free Free
O/ CX500-HMSN3-2-30 30 314 32.97 Free Free
5 W CX500-HMSN3-2.5-8 8 8.38 8.79 9.76 10.98
3Y CX500-HMSN3-2.5-12 12 50 12.57 13.1 14.65 16.48
e ’:JE CX500-HMSN3-2.5-16 . o 16 o 4 6.75 17.5 19.53 Free
3B CX500-HMSN3-2.5-20 : 20 g 20.94 21.9 24.41 ree
CX500-HMSN3-2.5-25 25 70 26.18 27.47 Free Free
CX500-HMSN3-2.5-30 30 31.41 32.97 Free Free
CX500-HMSN3-3- 8 8.38 8.79 9.76 10.98
| CX500-HMSN3-3-12 12 12.57 13.1 14.65 16.48
K CX500-HMSN3-3-16 16 20 16.75 7.5 19.53 Free
oy [ CX500-HMSN3-3-20 3 45 20 2.9 6 20.94 21.9 24.41 Free
=S CX500-HMSN3-3-25 25 26.18 27.4 Free Free
CX500-HMSN3-3-30 30 31.41 32.97 Free Free
CX500-HMSN3-3-40 40 100 41.88 43.96 Free Free

53 CK.KCO.LTD.
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CX500-HMSN3-4-12 12 12.57 13.1 14.65 16.48
CX500-HMSN3-4-16 16 50 16.75 17.5 10.53 Free
CX500-HMSN3-4-20 4 4.5 20 29 70 6 20.94 21.9 24.41 Free
CX500-HMSN3-4-30 30 31.41 32.9 Free Free
CX500-HMSN3-4-40 40 100 41.88 43.96 Free Free
CX500-HMSN3-5-16 16 70 16.75 17.58 Free Free
CX500-HMSN3-5-25 5 7.5 25 48 6 26.18 27.47 Free Free
CX500-HMSN3-5-35 ) 35 . 100 36.65 Free Free Free
CX500-HMSN3-5-50 50 52.35 Free Free Free
CX500-HMSN3-6-20 20 Free Free Free Free
CX500-HMSN3-6-30 30 70 Free Free Free Free
CX500-HMSN3-6-40 6 9 40 5.8 6 Free Free Free Free
CX500-HMSN3-6-50 50 100 Free Free Free Free
CX500-HMSN3-6-60 60 Free Free Free Free
L EYE
@The table show standard milling guidance of perforating process as written picture
D @Use arigid and precise machine and tool holder
— @Select a cutting fluid appropriate to the particular usage
Ad] @In case the revolution could not be increased by the machine used, Please reduce feed speed and revolution speed
at same ration
@When mounting End Mills, The run out of the till will have to be set within 0.01Tmm
A wn
v 2
s
O EE i R ElEH O EIEH 7
(mm/min) m ') (mm/min) (mm™") (mm/min) (mm™")
Feed rate Revolution Feed rate Revolution Feed rate Revolution
6 0.01 ~ 0.025 470 23900 330 19400 230 15800
1 8 0.01 ~ 0.025 350 21500 250 17500 175 14200
10 0.005 ~ 0.014 280 19400 750 19000 140 12800 _
12 0.005 ~ 0.012 230 17500 160 14200 120 11500 7=
6 0.03 ~ 0.075 700 17500 490 14000 350 11500 v a
15 8 .016 ~ 0.03 700 17500 490 14000 350 11500 re
- 10 .016 ~ 0.03 560 15800 400 12600 280 10400 A
12 .016 ~ 0.03 470 14200 330 11300 230 940
10 .037 ~ 0.03 700 13000 490 10500 350 90
12 .018 ~ 0.044 510 11700 400 950 290 00
2 14 .018 ~ 0.044 500 10500 350 860 250 20
16 .018 ~ 0.044 440 9500 310 770 220 650 #
20 .01 ~ 0.025 350 7700 250 620 180 530 | '
16 .028 ~ 0.067 700 8900 490 720 350 590 L=
20 .028 ~ 0.067 560 8000 390 650 280 530
3 25 .015 ~ 0.036 450 7200 320 590 220 480
30 .015 ~ 0.036 370 6500 260 530 90 430
40 .005 ~ 0.012 280 5900 200 480 40 390
16 .045 ~ 0.15 700 6650 490 540 350 445
4 20 45 ~ 0.15 700 6650 490 540 350 445
30 23 ~ 0.076 470 6000 330 490 230 400
40 17 ~ 0.04¢ 350 5400 250 440 80 360
5 25 79 ~ 0.18 700 5300 490 430 350 355
35 4 ~ 0.09€ 340 4800 350 390 250 320
6 30 79 ~ 0.189 700 4450 490 360 350 295
40 4 ~ 0.09€ 530 4000 370 320 270 270
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Model Flute R /1 d 'y

o ¢D i

@CX500-Coating have high oxidation resistance and hardening
which exceeds emstmg coating and provides long tool life and

suitable for high speed processing and dry milling V4 R {i@l Radius | R $7E Accuracy
@Suitable for high efficiency 3-D processing of Mold due to high / ¢ 05~2 0005
chipe jection - 0003

@ Enable high-efficiency surface finishing of work-piece 3~6 -0007

@Application for hardened steel processmg up to 65HRC
@Long Neck prevent tool interference when processin deep holes
@Cutting edge chipping is minimum and stable high e ciency
milling is possible i I|n eep rib flute slotting of mold or radius i’_’/,zw#‘ KRN

milling of deep holes.
g7 | [wxm | aewm | mum Jie% A Hardened steel 2rAZHTIVIES] BER [ 7222 [y55rq] il
§ I Csa:gé:in Alloy Steel | “'giaa) ~45HRC | ~55HRC | ~60HRC | ~65HRC | CastIron Stsa":elfsss AI"KH:;;:'" ‘iﬂ o;;esr Ti/Ni Alloy | Graphite Resin
o
J
Ol0|0]|0O|©|6 |00 |0
©=Best (O=Good
=7
4
o
7
“ R CX500-HBSN2-0.1-0.5-4 0.5 0.52 0.54 0.59 0.65
CX500-HBSN2-0.1-1-4 0.1 0.15 1 0.18 50 4 1.04 1.08 1.18 1.31 1
CX500-HBSN2-0.1-2-4 2 2.08 2.16 2.36 2.63
CX500-HBSN2-0.15-1-4 1 1.04 1.08 1.18 1.31
CX500-HBSN2-0.15-1.5-4 0.15 0.20 1.5 0.28 50 4 1.56 1.62 1.77 1.97 1
% CX500-HBSN2-0.15-2-4 2 2.08 2.16 2.36 2.63
@ I CX500-HBSN2-0.2-1-4 1 1.04 1.08 1.18 1.31
= CX500-HBSN2-0.2-1.5-4 1.5 1.56 1.62 1.77 1.97
» CX500-HBSN2-0.2-2-4 0.2 0.3 2 0.37 50 4 2.08 2.16 2.36 2.63 1
CX500-HBSN2-0.2-3-4 i ) 3 i 3.12 3.24 3.55 3.94
CX500-HBSN2-0.2-4-4 4 1.16 433 4.73 5.26
CX500-HBSN2-0.2-5-4 5 5.2 541 5.91 6.57
CX500-HBSN2-0.3-2-4 2 2.08 2.16 2.36 2.63
CX500-HBSN2-0.3-3-4 3 3.12 3.24 3.55 3.94
commniet| o3 | o 1 os | w0 | o [l am s
CX500-HBSN2-0.3-6-4 6 6.24 6.49 7.1 7.89
CX500-HBSN2-0.3-8-4 8 8.32 8.66 9.46 10.52
CX500-HBSN2-0.4-4-4 4 4.16 433 4.73 5.26
CX500-HBSN2-0.4-6-4 6 6.24 6.49 7.1 7.89
- CX500-HBSN2-0.4-8-4 04 0.6 8 0.76 50 4 8.32 8.66 9.46 10.52 1
53 CX500-HBSN2-0.4-10-4 10 104 10.83 11.83 13.15
c
£
Ebd
@z
1
39
£
é m
2
=
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CX500-HBSN2-0.5-3-4 3 4 3.12 3.24 3.55 3.94
CX500-HBSN2-0.5-4-4 4 4.16 4.33 4.73 5.26
CX500-HBSN2-0.5-4-6 4 6 4.1 4.22 4.48 4.83
CX500-HBSN2-0.5-5-4 5 4 5.2 5.41 591 6.57
CX500-HBSN2-0.5-6-4 6 6.24 6.49 7.1 7.89
CX500-HBSN2-0.5-6-6 6 6 6.16 6.34 6.72 7.25
CX500-HBSN2-0.5-7-4 7 4 7.28 7.58 8.28 9.2
CX500-HBSN2-0.5-8-4 0.5 0.75 8 0.95 50 8.32 8.66 9.46 10.52 1
CX500-HBSN2-0.5-8-6 8 6 8.21 8.45 8.96 9.66
CX500-HBSN2-0.5-10-4 10 4 10.4 10.83 11.83 3.15
CX500-HBSN2-0.5-10-6 10 6 10.26 10.56 11.21 12.08
CX500-HBSN2-0.5-12-4 12 12.48 12.99 14.2 15.78
CX500-HBSN2-0.5-14-4 14 14.57 15.16 16.57 18.41
CX500-HBSN2-0.5-16-4 16 4 16.65 17.33 18.93 21.04
CX500-HBSN2-0.5-18-4 18 70 18.73 19.49 213 23.67
CX500-HBSN2-0.5-20-4 20 20.81 21.66 23.67 26.3
CX500-HBSN2-0.6-6-4 6 6.24 6.49 7.1 7.89
CX500-HBSN2-0.6-8-4 8 8.32 8.66 9.46 10.52
CX500-HBSN2-0.6-10-4 0.6 09 10 115 50 4 104 10.83 11.83 13.15 1
CX500-HBSN2-0.6-12-4 12 12.48 12.99 14.2 15.78
CX500-HBSN2-0.75-6-4 6 6.24 6.49 7.1 7.89
CX500-HBSN2-0.75-8-4 8 8.32 8.66 9.46 10.52
CX500-HBSN2-0.75-10-4 10 104 10.83 11.83 13.15
CX500-HBSN2-0.75-12-4 WzE L 12 KE B & 12.48 12.99 14.2 15.78 L
CX500-HBSN2-0.75-16-4 16 16.65 17.33 18.93 21.04 2
CX500-HBSN2-0.75-20-4 20 70 20.81 21.66 23.67 26.3 5 _‘é’
CX500-HBSN2-0.8-8-4 8 8.32 8.66 9.46 10.52 s
CX500-HBSN2-0.8-12-4 08 12 12 1.5 50 4 12.48 12.99 14.2 15.78 ! _;—E; o
CX500-HBSN2-1-4-4 4 4 4.16 433 4.73 5.26
CX500-HBSN2-1-6-4 6 6.24 6.49 7.1 7.89
CX500-HBSN2-1-6-6 6 6 6.16 6.43 6.72 7.25
CX500-HBSN2-1-8-4 8 4 8.32 8.66 9.46 10.52
CX500-HBSN2-1-8-6 8 6 8.21 8.45 87.96 9.66 5
CX500-HBSN2-1-10-4 10 50 4 10.4 10.83 11.83 13.15 D 3
CX500-HBSN2-1-10-6 10 6 10.26 10.56 11.21 12.08 7=
CX500-HBSN2-1-12-4 12 4 12.48 12.99 14.2 15.78 1 Zz @
CX500-HBSN2-1-12-6 1 1.5 12 1.95 6 12.32 12.68 13.45 14.5
CX500-HBSN2-1-14-4 14 14.57 15.16 16.57 18.41
CX500-HBSN2-1-16-4 16 15.65 17.33 18.93 21.04
CX500-HBSN2-1-18-4 18 18.73 19.49 21.3 Free
CX500-HBSN2-1-20-4 20 20.81 21.66 23.67 Free .
CX500-HBSN2-1-22-4 22 70 4 22.89 23.83 26.04 Free R ®
CX500-HBSN2-1-25-4 25 26.02 27.0 29.59 Free | =
CX500-HBSN2-1-30-4 30 31.22 324 35.51 Free )2
CX500-HBSN2-1-35-4 35 110 36.42 37.9 Free Free
CX500-HBSN2-1-40-4 40 41.63 43.32 Free Free
CX500-HBSN2-1.5-8-6 8 50 8.32 8.66 9.46 10.52
CX500-HBSN2-1.5-10-6 10 10.4 10.83 11.83 13.15
CX500-HBSN2- 16 6.65 17.33 18.93 21.04
CX500-HBSN2- 20 20.81 21.6 23.67 26.3
CX500-HBSN2- 15 25 25 29 70 6 26.02 27.0 29.59 32.87 !
CX500-HBSN2- 30 31.22 324 35.51 Free
CX500-HBSN2- 35 110 36.42 37.9 41.42 Free
CX500-HBSN2- 40 41.63 43.32 47.347 Free
CX500-HBSN2-2 0 0.4 0.83 11.83 13.15
CX500-HBSN2-2 2 50 2.4 2.99 14.2 15.78 _
CX500-HBSN2-2 € 6.65 7.33 18.93 21.04 T »
CX500-HBSN2-2 20 20.81 21.6 23.67 Free Zé
CX500-HBSN2-2-25-6 25 70 26.02 27.0 29.59 Free =
CX500-HBSN2-2-30-€ Z 2 30 BEE & 31.22 324 35.51 Free L ‘{ 5
CX500-HBSN2-2-35-6 35 36.42 37.9 Free Free ge
CX500-HBSN2-2-40- 40 0 41.63 43.32 Free Free
CX500-HBSN2-2-45- 45 46.83 48.74 Free Free
CX500-HBSN2-2-50-6 50 52.04 54.16 Free Free & a
CX500-HBSN2-3-30-6 30 70 Free Free Free Free >
CX500-HBSN2-3-50-6 3 6 50 585 110 6 Free Free Free Free 2 ?} g
4 s me
IR A 1%
®D=2xR @The table show standard milling guidance of perforating process as written picture
@Use a rigid and precise machine and tool holder
@Select a cutting fluid appropriate to the particular usage
@In case the revolution could not be increased by the machine used, Please reduce feed speed and revolution speed g
] at same ration Uz
0.2D-0.4D @When mounting End Mills, The run out of the till will have to be set within 0.01mm n
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0.1 0.5 320 50000 0.015 320 50000 0.012 240 50000 0.011
0.1 1 320 50000 0.011 320 50000 0.008 240 50000 0.008
0.1 2 320 50000 0.011 320 50000 0.008 240 50000 0.008
0.15 1 480 50000 0.016 320 38200 0.013 270 34000 0.012
0.15 1.5 480 50000 0.011 320 38200 0.009 270 34000 0.008
0.15 2 480 50000 0.009 320 38200 0.007 270 34000 0.007
0.2 1 640 44600 0.030 360 28600 0.024 300 25500 0.022
0.2 1.5 640 44600 0.026 360 28600 0.021 300 25500 0.019
0.2 2 490 38000 0.021 260 23000 0.017 240 21000 0.015
0.2 3 490 38000 0.012 260 23000 0.010 240 21000 0.009
0.2 4 490 38000 0.012 260 23000 0.010 240 21000 0.009
0.2 5 490 38000 0.012 260 23000 0.010 240 21000 0.009
0.3 2 620 29700 0.032 350 19100 0.025 280 17000 0.023
0.3 3 620 29700 0.027 350 19100 0.022 280 17000 0.02
0.3 4 620 29700 0.018 350 19100 0.014 280 17000 0.013
0.3 5 620 29700 0.015 350 19100 0.012 280 17000 0.011
0.3 6 500 24000 0.011 290 16000 0.009 220 14000 0.008
0.3 8 500 24000 0.011 290 16000 0.009 220 14000 0.008
0.4 4 650 22300 0.042 360 14300 0.034 290 12700 0.031
0.4 6 640 22300 0.024 360 14300 0.019 280 12700 0.018
0.4 8 460 16000 0.015 270 10800 0.012 220 9800 0.011
0.4 10 460 16000 0.015 270 10800 0.012 220 9800 0.011
0.5 3 620 17800 0.075 350 11500 0.06 290 10200 0.055
0.5 4 620 17800 0.053 350 11500 0.042 290 10200 0.039
wnA 0.5 5 620 17800 0.045 350 11500 0.036 290 10200 0.033
-E g 0.5 6 530 15000 0.030 290 9600 0.024 260 9000 0.022
[ 0.5 7 530 15000 0.030 290 9600 0.024 260 9000 0.022
° 7 0.5 8 530 15000 0.030 290 9600 0.024 260 9000 0.022
0.5 10 480 13800 0.019 260 8500 0.015 230 8100 0.014
0.5 12 480 13800 0.019 260 8500 0.015 230 8100 0.014
0.5 14 480 13800 0.015 260 8500 0.012 230 8100 0.011
0.5 16 460 13000 0.011 230 7600 0.009 210 7300 0.008
= 5 0.5 18 460 13000 0.010 230 7600 0.008 210 7300 0.007
3 o 0.5 20 460 13000 0.008 230 7600 0.006 210 7300 0.006
7 0.6 6 620 14900 0.030 350 9500 0.024 300 8500 0.022
3 0.6 8 620 14900 0.030 350 9500 0.024 300 8500 0.022
0.6 10 520 12500 0.030 270 8000 0.024 260 7300 0.022
0.6 12 520 12500 0.023 270 8000 0.018 260 7300 0.017
0.75 6 630 11900 0.045 350 7600 0.036 300 6800 0.033
0.75 8 630 11900 0.045 350 7600 0.036 300 6800 0.033
+® 0.75 10 540 10200 0.045 290 6300 0.036 270 6100 0.033
4 I 0.75 12 540 10200 0.045 290 6300 0.036 270 6100 0.033
= I 0.75 16 660 9600 .029 270 5800 0.023 240 5500 .021
0.75 20 660 9600 .029 270 5800 0.023 240 5500 .021
0.8 8 620 11100 .083 350 7200 0.066 290 6400 .061
0.8 12 620 11100 .049 350 7200 0.039 290 6400 .036
1 4 610 8900 .150 340 5700 0.120 280 5100 .110
1 6 610 8900 .150 340 5700 0.120 280 5100 .110
1 8 610 8900 .105 340 5700 0.084 280 5100 .077
1 10 520 7500 .105 290 4800 0.084 240 4400 .077
1 12 520 7500 .060 290 4800 0.048 240 4400 .044
1 14 520 7500 0.060 290 4800 0.048 240 4400 0.044
1 16 520 7500 0.060 290 4800 0.048 240 4400 0.044
1 18 520 7500 0.049 290 4800 0.039 240 4400 0.036
1 20 460 6600 0.038 240 4000 0.030 210 3700 0.028
5 1 22 460 6600 0.038 240 4000 0.030 210 3700 0.028
’ou 5 1 25 460 6600 0.038 240 4000 0.030 210 3700 0.028
g 7 1 30 370 5400 0.023 210 3500 0.018 180 3200 0.017
3 > 1 35 370 5400 0.023 210 3500 0.018 180 3200 0.017
8 Yy 1 40 370 5400 0.023 210 3500 0.018 180 3200 0.017
1.5 8 760 5900 0.225 420 3800 0.180 360 3400 0.165
1.5 10 760 5900 0.158 420 3800 0.126 360 3400 0.116
1.5 16 640 5000 0.158 360 3200 0.126 300 2900 0.116
oY 1.5 20 640 5000 .090 360 3200 0.072 300 2900 .066
5 HY 1.5 25 640 5000 .060 360 3200 0.048 300 2900 .044
§‘ Y 1.5 30 350 4300 .060 300 2700 0.048 250 2400 .044
] n 1.5 35 550 4300 .060 300 2700 0.048 250 2400 .044
é' % 1.5 10 500 3900 .060 270 2400 0.048 220 2100 .044
2 10 720 4500 .300 410 2900 0.240 330 2500 .220
2 12 720 4500 .263 410 2900 0.210 330 2500 .193
2 16 630 3900 210 320 2300 0.168 260 2000 .154
2 20 630 3900 .210 320 2300 0.168 260 2000 .154
S 2 25 620 3900 .120 320 2300 0.096 260 2000 .088
Q J] 2 30 540 3400 .120 290 2100 0.096 240 1800 .088
= I 2 35 540 3400 .075 290 2100 0.060 240 1800 .055
2 40 450 2800 .075 240 1700 0.060 210 1600 .055
2 45 450 2800 .075 240 700 0.060 210 600 .055
2 50 400 2500 .075 210 500 0.060 70 300 .055
3 30 670 3000 .315 370 900 0.252 310 700 .23
3 50 670 3000 .113 370 900 0.090 310 700 .083
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@CX500-Coating have high oxidation resistance and hardening y 4 Rhei=W R W Becuraey
which exceeds existing coating and provides long tool life and /‘4 < 0.5~2 -0008
suitable for high speed processing and dry milling 3~6 6.007

@Enable high-efficiency surface finishing of work-piece

@Taper neck prevent chattering

@Application for hardened steel processing up to 65HRC

@Long Neck prevent tool interference when processing deep holes f@fw& ANNNN

RERM | A2 | HEHE & AN Hardened Steel A7VLZE|TIVIES| WESR ’gﬁgﬁ 957740 KR
oo | Aoy steel Prehardened_45HRC [ ~55HRC [ ~60HRC [ ~65HRC | Castiron | SEiness |Alyminkim | Coprer |./i Alloy| Graphite | Resin
OO0 00|66 |06 |0 2
2%
©=Best (O=Good _;_E’ 3
CX500-HBPN2-0.1-0.5-1.5 0.5° 1.5 0.22 _
CX500-HBPN2 5-2 : 2 0.23 72
CX500-HBPN2 5 1 1.5 0.24 Za
CX500-HBPN2 2 0.26 s e
CX500-HBPN2-0 1.5 1.5° 1.5 0.26 A
CX500-HBPN2-0.1-1.5-2 0.1 0.15 0.4 : 2 0.29 50 4
CX500-HBPN2-0.1-2-1.5 2 1.5 0.28
CX500-HBPN2-0.1-2-2 2 0.32
CX500-HBPN2-0.1-3-1.5 3° 1.5 0.32
CX500-HBPN2-0.1-3-2 2 0.37 A
CX500-HBPN2-0.1-5-2 5° 2 0.48 | 3
CX500-HBPN2-0.15-0. 0.5° 3 0.35 L=
CX500-HBPN2-0.15-1- 1 2 0.35
CX500-HBPN2-0.15-1- 3 0.39
CX500-HBPN2-0.15-1. . 2 0.38
CX500-HBPN2-0.15-1. 0.15 02 0.6 13 3 0.43 50 4
CX500-HBPN2-0.15-2- 2° 3 0.47
CX500-HBPN2-0.15-3- 3° 2 0.45
CX500-HBPN2-0.15-5- 5° 2 0.55
CX500-HBPN2-0.2-0.5- 2 0.43
CX500-HBPN2-0 o.s 0.5° 3 0.44
CX500-HBPN2-0.2-0. 4 0.46
CX500-HBPN2-0.2-1 2 0.45
CX500-HBPN2-0.2-1-3 1 3 0.48
CX500-HBPN2-0.2-1-4 4 0.52 5
CX500-HBPN2-0.2-1.5-2 2 0.47 58
CX500-HBPN2-0.2-1.5-3 0.2 0.3 0.8 1.5° 3 0.52 50 4 1 &
CX500-HBPN2-0.2-1.5-4 4 0.57 vz
CX500-HBPN2-0.2-2-2 2 0.49 ra
CX500-HBPN2-0.2-2-3 2 3 0.56
CX500-HBPN2-0.2-2-4 4 0.63
CX500-HBPN2-0.2-3-2 3° 2 0.53
CX500-HBPN2-0.2-3-4 4 0.74 n
CX500-HBPN2-0.2-5-4 5° 4 0.96 B 3
CX500-HBPN2-0.25-0.5-4 4 0.56 Y 3
CX500-HBPN2-0.25-0.5-6 0.5° 6 0.59 711" g
| CX500-HBPN2-0.25-0.5-8 8 0.63 Ha
CX500-HBPN2-0.25-1-4 4 0.61
| CX500-HBPN2-0.25 1 6 0.68
CX500-HBPN2 8 0.75
CX500-HBPN2 4 0.66
CX500-HBPN2 0.25 035 1 1.5° 6 0.77 50 4 K
| CX500-HBPN2 0.87 y g
CX500-HBPN2 I 1 0.71 L=
[ CX500-HBPN2 6 0.85
CX500-HBPN2 3 4 0.82
CX500-HBPN2 6 1.03
CX500-HBPN2 5° 6 1.38
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CX500-HBPN2-0.3-0.5-4 ) 0.65
CX500-HBPN2-0.3-0.56 0.5° 6 0.69
CX500-HBPN2-0.3-0.5-8 8 0.72
CX500-HBPN2-0.3-0.5-10 10 0.76
CX500-HBPN2-0.3-1-4 4 0.7
CX500-HBPN2-0.3-1-6 1 6 0.77
CX500-HBPN2-0.3-1-8 03 0.45 12 8 0.84 50
CX500-HBPN2-0.3-1.56 15° 6 0.86
CX500-HBPN2-0.3-1.5-8 8 0.96
CX500-HBPN2-0.3-2-6 7 6 0.94
CX500-HBPN2-0.3-2-8 8 1.08
CX500-HBPN2-0.3-3-6 3 6 .11
CX500-HBPN2-0.3-3-8 8 132
CX500-HBPN2-0.3-5-8 5 8 1.79
CX500-HBPN2-0.4-0.5-8 0.5° 8 0.92
CX500-HBPN2-0.4-0.5-10 10 0.95
CX500-HBPN2-0.4-1-8 E 8 1.03
CX500-HBPN2-0.4-1-10 0.4 0.6 16 10 1.1 50
CX500-HBPN2-0.4-1.5-8 15° 8 1.14
CX500-HBPN2-0.4-1.5-10 10 1.24
CX500-HBPN2-0.4-2-10 7 10 1.39
CX500-HBPN2-0.4-3-10 3 10 1.69
CX500-HBPN2-0.5-0.5-10 10 1.14 50
CX500-HBPN2-0.5-0.5-15 0.5° 15 123

2 CX500-HBPN2-0.5-0.5-20 20 1.32 70

£y CX500-HBPN2-0.5-1-5 5 .11

§7 CX500-HBPN2-0.5-1-10 10 1.28 50

3% CX500-HBPN2-0.5-1-15 1 15 1.46
CX500-HBPN2-0.5-1-20 20 163 70
CX500-HBPN2-0.5-1-25 25 1.18
CX500-HBPN2-0.5-1.5-5 05 0.75 2 5 1.16
CX500-HBPN2-0.5-1.5-10 1.5° 10 1.42 50

5 CX500-HBPN2-0.5-1.5-15 15 1.69

3 CX500-HBPN2-0.5-1.5-20 20 1.95 70

s> CX500-HBPN2-0.5-2.15 7 15 1.91 50

4 CX500-HBPN2-0.5-2-20 20 2.26 70
CX500-HBPN2-0.5-3-15 ER 15 237 50
CX500-HBPN2-0.5-3-20 20 2.89 70
CX500-HBPN2-0.5-5-25 5 25 5.03 7
CX500-HBPN2-0.6-0.5-15 0.5° 15 142 5

) CX500-HBPN2-0.6-0.5-20 20 151 7
o CX500-HBPN2-0.6-1-10 T 10 1.47 5
gl CX500-HBPN2-0.6-1-20 20 1.82 7

)|’ CX500-HBPN2-0.6-1.5-10 0.6 0.9 24 15° 10 1.6 5
CX500-HBPN2-0.6-1.5-20 20 2.13 7
CX500-HBPN2-0.6-2-10 7 10 174 5
CX500-HBPN2-0.6-2-20 20 2.43 7
CX500-HBPN2-0.6-3-15 3 15 2.5 s
CX500-HBPN2-0.6-5-15 5 15 3.4 ;
CX500-HBPN2-0.75-0.5-10 10 1.63 s
CX500-HBPN2-0.75-0.5-15 0.5° 15 17
CX500-HBPN2-0.75-0.5-20 20 1.8 70
CX500-HBPN2-0.75-1-10 10 1.75 50
CX500-HBPN2-0.75-1-15 1 15 1.92
CX500-HBPN2-0.75-1-20 20 2.1 70

- [CX500-HBPN2-0.75-1.5-10 10 1. 50

T CX500-HBPN2-0.75-1.5-15 1.5° 15 2.13

87 [CX500-HBPN2-0.75-1.5-20 0.75 11 3 20 23 70

S CX500-HBPN2-0.752.10 0 K 50

3 [CX500-HBPN2-0.75-2-15 > 5 2.34

@y CX500-HBPN2-0.75-2-20 20 2.69 70
[CX500-HBPN2-0.75-2-30 30 33
CX500-HBPN2-0.75-3-15 ER 5 2.7€ 5
CX500-HBPN2-0.75-3-20 20 32 7

om CX500-HBPN2-0.75-5-15 5 5 3.6 5

2 CX500-HBPN2-1-0.5-15 5 2.20 5

E¥) CX500-HBPN2-1-0.5-20 20 2.28 70

ST CX500-HBPN2-1-0.5-30 0.5° 30 2.46

3’ CX500-HBPN2-1-0.5-40 40 2.63 10
CX500-HBPN2-1-0.5-50 50 2.81
CX500-HBPN2-1-1-15 1 15 4 15 239 50
CX500-HBPN2-1-1-20 20 2.56
CX500-HBPN2-1-1-25 25 2.74 70

ok CX500-HBPN2-1-1-30 1 30 2.91

e CX500-HBPN2-1-1-35 35 3.09

=) CX500-HBPN2-1-1-40 40 3.26 110
CX500-HBPN2-1-1-50 50 3.61

59 CK.KCO.LTD.
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CX500-HBPN2-1-1.5-15 15 2.58 50
CX500-HBPN2-1-1.5-20 20 2.84
CX500-HBPN2-1-1.5-25 15° 25 3.10 70
CX500-HBPN2-1-1.5-30 : 30 3.37
CX500-HBPN2-1-1.5-40 1 15 4 40 3.89 110 6
CX500-HBPN2-1-1.5-50 - 50 4.41
CX500-HBPN2-1-2-30 2° 3 3.82 70
CX500-HBPN2-1-2-40 4 4.52 110
CX500-HBPN2-1-3-30 30 3 4.73 70
CX500-HBPN2-1-3-40 4 5.78 110
CX500-HBPN2-1.5-0.5-20 2 3.25 70
CX500-HBPN2-1.5-0.5-30 0.5° 3 3.42
CX500-HBPN2-1.5-0.5-40 ’ 4 3.6 110
CX500-HBPN2-1.5-0.5-50 5 3.77
CX500-HBPN2-1.5-1-20 2 3.49 70
CX500-HBPN2-1.5-1-30 1 3 3.84
CX500-HBPN2-1.5-1-40 4 4.19 110
CX500-HBP .5-1-50 1.5 25 6 5 4.54 6
CX500-HBPN2-1.5 0 2 3.74 70
CX500-HBPN2-1.5-1.5-30 1.5° 3 42
CX500-HBPN2-1.5 0 ’ 4 4.7
CX500-HBP 5 0 5 5.3
CX500-HBPI 2° 4 5.3 110
CX500-HBP 4 5.94
CX500-HBPI 3° 34 5.94 2
CX500-HBP 4 4.56 Y 2
CX500-HBPI 0.5° 5 4.47 I5
CX500-HBP 6 4.91 7 o
CX500-HBPI 4 5.12
CX500-HBP 2 3 8 1° 5 5.47 110 6
CX500-HBPI 6 5.82
CX500-HBP! 15° 4 5.6
CX500-HBP| ) 46 6.0 5
CX500-HBP 3° 27 6.0 S g
CX500-HBPI 4 6.9 7
CX500-HBP 1 5 2
CX500-HBP| 6 7.6
CX500-HBP 3 6 2 - 2 7.4 no 8
CX500-HBPI ) 5 8.00
CX500-HBP 3° 3 8.00
CX500-HBPN2-5-1.5-54 1.5° 54 2.00 .
CX500-HBPN2-5-2-44 5 8 16 2° 44 1.96 110 12 R -
CX500-HBPN2-5-3-35 3° 35 2.00 )|L 2
HELZ UM
@The table show standard milling guidance of perforating process as written picture
~| @Usearigid and precise machine and tool holder
“; @Select a cutting fluid appropriate to the particular usage
@In case the revolution could not be increased by the machine used, Please reduce feed speed and revolution speed
| Pf at same ration
@When mounting End Mills, The run out of the till will have to be set within 0.01Tmm
EORE 7 X OEE 7 EURE = 58
(B“ﬁm-g) %mm 'min) mm-’ %mm 'min) mm-" mmﬁln) mm- ! 7 5
Radius eed rate Revolutllon eed rate Revolutllon eed rate RevolutImn :f =
Standard | High Speed| Standard |High Speed| Standard |HighSpeed| Standard [HighSpeed| Standard |HighSpeed| Standard |High Speed < 5
0.2 32 - 25000 300 - 25000 - 27 - 25000 - Je
0.3 52 - 25000 - 480 - 25000 - 39 - 25000 -
0.4 73 - 25000 - 5 - 21900 - 45 - 9100 -
0.5 1120 132 23850 | 25000 7 5 7500 | 25000 560 970 5300 | 25000
0.75 1150 240 5900 25000 72 5 1650 25000 730 1370 0200 9100 [ al
1 87| 183 1950 [ 21500 54 31 875 18300 500 970 765 4300 H'} E
1.5 86! 171 7950 14300 54 128 585 1200 470 40 510 9550 ma
2 80| 164 5950 10750 51 125 440 9150 460 10 380 7150 I=
2.5 770 1810 4750 8600 490 1300 3500 7300 420 950 3050 5750 BAa
3 700 1430 4000 7150 440 1100 2900 6100 420 830 2550 4750
4 62 1350 3000 5350 40 1050 220 460 380 780 190 360
5 56 1260 2400 4300 35 950 175 365 350 720 155 285
6 50| 1170 2000 3600 30 830 145 305 310 640 125 240
BINIAE Processing Ad Pf Ad Pf Ad Pf N o
BT =<01D | =0.08D =03D | =0.24D | =0.07D | =0.05D | =0.21D | =0.15D | =0.07D | =0.05D | =0.21D [ =0.15D V-4
HBinT =<0.03D | =0.02D | =0.D | =<0.05D [ =0.02D | =<0.01D | =0.05D | =<0.05D | =0.02D | =<0.01D | =0.05D | =<0.05D =



574 ¥4I K3 Fine Pitch roughing End Mill

CX200 314X /41 H20°5 74TV F

C€X200 3 - 4-Flute 20° Roughing End Mill

n
]
<

Buiybnoy \J \/ A, \J I

CX200-RER

Iq% 'I"E Features

@CX200-Coating have high oxidation resistance and hardenin
which exceeds the existing coating and provides long tool life,
and suitable for hlgh speed processing and d

processing and groove milling due to the high

@Best for high spee
chip ejection.

@The fine pitch nick,will hardly cause chipping when processing
stainless steel,alloy steel and other hard-to-cut material. also,ensure
tool long life and high-efficiency surface finishing after proceesing.

%nal design Chip pocket enables similar or same cutting
depth which 3-flutes could realize

@CKK Origi

Model FIute

milling.

CX200-RER4100

1
R [ ¢d
\ <10 ,7
o0 PG B
[P S ’ﬂ i \ ! ¢d
wa\q%fm»uw] S~

NIRE Tolerance

+0.06

-0.06

MG €X200
B S Coat

29N buoq

AT ANy =

REM | a2 | WA JiE AL Hardened Steel % [Lam7Iias] A% (72788 5oy B
Stoa | Alloy steel Prehirdened 45 R | ~55HRC [ ~60HRC [ ~65HRC | Castiron | Siniees [Alyminium| COpPer | 1i/Ni Alloy | Graphite | Resin
© | ©|0© O Ol0|]0]|0

©=Best (O=Good

ODEL #I3E o E d .

CX200-RER3030 3 15 60 6 3 1
CX200-RER3040 4 15 60 6 3 1
CX200-RER3050 5 15 60 6 3 1
CX200-RER3060 6 15 60 6 3 2
CX200-RER4080 8 20 75 8 4 2
CX200-RER4090 9 20 75 10 4 1
CX200-RER4100 10 25 75 10 4 2
CX200-RER4110 11 25 75 12 4 1
CX200-RER4120 12 30 100 12 4 2
CX200-RER4130 13 30 100 12 4 3
CX200-RER4140 14 35 100 12 4 3
CX200-RER4160 16 40 110 16 4 2
CX200-RER4180 18 45 110 16 4 3
CX200-RER4200 20 45 130 20 4 2

Buiybnoy

7
7
4
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HHE <ZE
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HEIZE 24 standard Milling Condition

ST74VFTVFRIIVF

CX200-RER

ne Pitch Roughing End Mill

— @The table show standard milling guidance of perforating process as written picture
D - - @Use a rigid and precise machine and tool holder
< < @Select a cutting fluid appropriate to the particular usage
@In case the revolution could not be increased by the machine used, Please reduce feed speed
i Rd and revolution speed at same ration
e @When mounting End Mills, The run out of the till will have to be set within 0.01Tmm
B Slotting
Wt #X3@ Carbon Steel S2TI84 Alloy Steel Tool Steel #3888 Prehardened Steel
Work Material S45~555C SKD.SCM 35~ 40HRCHPMINAK
o4 B EE &Y EE &Y EE
m (mm/min) (mm/min) (mm/min)
m: Feed rate Feed rate i Feed rate
3 34 6800 24 5500 90 4800
4 34 5100 23 4100 90 3600
5 34 4500 24 3300 70 3100
6 34 4000 24 2500 190 2800
38 2900 27 2200 210 2100
400 2700 29 2000 230 1800
10 390 2400 28 1700 230 1700
11 400 2200 27| 1600 230 1500
12 390 2000 28 1400 220 1400
13 350 1800 25 1400 210 1300
14 330 1700 250 1200 190 1200
16 290 1500 210 1200 160 1000
18 270 1400 190 1100 160 1000
20 230 1200 180 1000 140 900
Ad <0.4D <0.3D

Work Material

{IEtDE! Side Milling

i@ Carbon Steel

$45~S55C

&S T8 Alloy Steel Tool Steel

SKD.SCM

#A%8f Prehardened Steel

35~40HRCHPM.NAK

&Y RE ol d &Y RE [l %Y RE
(mm) (mm/min) (mm™) (mm/min) (mm™) (mm/min)
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution
3 53 8500 3 6900 290 5900
4 53 6400 37 5200 290 4500
5 53 5600 37 4500 290 4200
[¢ 53 5000 37 4100 290 3500
60 3700 42 3100 330 2600
61 3300 44 2700 360 2300
10 61 3000 44 2500 360 2100
11 610 2700 440 2200 360 1900
12 610 2500 440 2000 360 1800
13 560 2300 400 1800 320 1600
14 510 2100 400 1800 300 1500
16 460 1900 330 1500 260 1300
18 410 1700 310 1400 240 1200
20 370 1500 260 1200 220 1100
Ad <15D <1.5D
Rd <0.3D <0.2D

]
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57445 I K3V Fine Pitch roughing End Mill

n

CX200 31¢4H /4HAS° 5T« VTV RV

CX200 3 - 4-Flute 45° Roughing End Mill

CX200-HRER L

I I e e

CX200-HRER4100 o
ostures Model Fite D \ ; od ‘ C ; od
Iﬁ 'Ii asD[_ SO -— - —7—|}7¢D| { N -1

@CX200 Coating have high oxidation resistance and hardening

which exceed the existing coating and provides long tool life, HLRINE Tolerance
and suitable for high speed processing and dry milling +0.06
@45° Helix balde achieves high-feed operation. -0.06
@The fine pitch nick achieves high accurate surface roughness
after processing MG CX200
EM*‘- NNX\\N Coat

;‘Jciibﬂ &€ | AEm 5% AMNER Hardened Steel Zs-;/lflﬂ ;'Illl:Aﬁ ﬁcﬁAﬁ ?ﬂfﬁﬁ 557740 1S
Stea” | Alloy steel Prefardened] _ 45HRC | ~55HRC | ~60HRC | ~65HRC | Castiron | *Geeie” [MAMoye™| MPhe |7i/Ni Alloy| Graphite | Resin
© |l 0|00 O|O0|O|O

©=Best (O=Good

OD B » 2 > S E d 2 e .

CX200-HRER3030 3 15 60 6 3 1
CX200-HRER3040 4 15 60 6 3 1
CX200-HRER3050 5 15 60 6 3 1
CX200-HRER3060 6 15 60 6 3 2
CX200-HRER4080 8 20 75 8 4 2
CX200-HRER4090 9 20 75 10 4 1
CX200-HRER4100 10 25 75 10 4 2
CX200-HRER4110 11 25 75 12 4 1
CX200-HRER4120 12 30 100 12 4 2
CX200-HRER4130 13 30 100 12 4 3
CX200-HRER4140 14 35 100 12 4 3
CX200-HRER4160 16 40 110 16 4 2
CX200-HRER4180 18 45 110 16 4 3
CX200-HRER4200 20 45 130 20 4 2

6.3 C.K.K CO., LT D |
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3574 >4 I K2 Fine Pitch roughing End Mill

CX200-HRER

HEIZYTHIZE (4 standard Milling Condition

e C.K.K CO.LTD. 64

—3 @The table show standard milling guidance of perforating process as written picture 7
D - . @Use a rigid and precise machine and tool holder 7
L < < @Select a cutting fluid appropriate to the particular usage
@In case the revolution could not be increased by the machine used, Please reduce feed speed 4{
| Rd and revolution speed at same ration ~
—HEC @When mounting End Mills, The run out of the till will have to be set within 0.01Tmm /\
>
&4\ Slotting a
- T — o)
R & SRS °° el ]
LS =
NE B EE ElEE #YEE EliE #Y)EE EliE ()
(mm) (mm/min) (mm~) (mm/min) (mm~) (mm/min) (mm™)
i Feed rate Revolution Feed rate Revolution Feed rate Revolution E-.
3 680 11500 420 8500 330 7100 3
4 680 9500 420 7100 330 6000 «Q
5 680 8100 430 6000 330 5000
6 680 7500 430 5600 340 4700
770 5600 480 4200 380 3500
) 770 5000 480 3700 380 3100
10 770 4500 480 3300 380 2800
11 770 4100 490 3100 380 2500
12 760 3700 490 2800 380 2300
13 720 3500 430 2500 360 2200
14 660 3200 420 2400 330 2000 A wn
16 720 2800 370 2100 300 1800 v 2
18 640 2500 310 1800 260 1600 I %
20 570 2200 300 1700 230 1400 7
Ad <0.4D <0.3D
{MITEYIE] Side Milling
o ateria 40 A ; n;?
=y =%y D o
e e ) SR ) e ) 7E
i Feed rate Revolution Feed rate Revolution Feed rate Revolution A
3 900 15900 0 10600 520 8900
4 900 11900 660 8800 520 7500
5 900 9500 660 7400 520 6300
900 9300 660 6900 520 5800
1200 7000 750 5200 600 4400 ®
) 1200 6200 750 4600 600 3900 ’ I\ ®
10 1200 5600 750 4100 600 3500 L=
11 1200 5100 750 3800 600 3200
12 1200 4700 750 3400 600 2900
13 1100 4300 690 3200 560 2700
14 1030 4000 640 3000 520 2500
16 900 3500 560 2600 460 2200 a_
18 800 3100 500 2300 390 1900 > S
20 720 2800 450 2100 370 1800 g a
Ad <15D <15D 3z
Rd <03D <0.2D v §
9
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5744 T K3l Roughing End Mill
PR o ol

CX200 3SARTYLAMIAS 7149V F

CX200 3-Flute Roughing End Mill for Stainless steel

m
S
<

P8 CX200-SURE
|
% * e
T |
4
g CX200-SURE3100 © + IS SN ] -
3 Model Fite D
'g I q% 'I'i Features
=F @CX200 Coating have high oxidation resistance and hardening 5% Di /3% Tolerance
3 which exceed the existing coating and provides long tool life, 4 6 0935
and suitable for high speed processing and dry milling K 8-10 0340
@Flat shape of peripheral blade nick divides chips and minimizes e 12-16-20 ooas
cutting resistance.
@Deep chip pocket design gives efficient chip flow MG CX200
@3Flutes minimize chattering when processing and achieves , g Coat
stable processing B NNNNY
g ;7( =% | 2om | AED 1= AT Hardened Steel B AR TIVIES| HAS | T208% |55y il
51 G | Atloy steel Prefarened _45HRC [ ~55HRC [ ~60HRC | ~65HRC | Castlron | S@iniess |Aliniim | COPRE |1/ Alloy| Graphite | Resin
°7
©@ | © | © |0 © | O] O
©=Best (O=Good
x 7
4 OD idE » 2 = = d 2
7
"R CX200-SURE3060 6 15 60 6
— CX200-SURE3080 8 20 75 8
CX200-SURE3100 10 25 75 10
ok CX200-SURE3120 12 30 100 12
2 )L CX200-SURE3160 16 40 100 16
HEIZYTHIZE (4 standard Milling Condition
D . @The table show standard milling guidance of perforating process as written picture
5 5 | < 2 @Use a rigid and precise machine and tool holder
3% @Select a cutting fluid appropriate to the particular usage
z * @In case the revolution could not be increased by the machine used, Please reduce feed speed
o v - _LLRd and revolution speed at same ration
v Ad=<0.5D Ad=1.5D | Rd=0.30 | @When mounting End Mills, The run out of the till will have to be set within 0.0Tmm
o5 Hskilt1 Work Material | A7 LR (SUS303/304)
2z . %) 3EFE Feed Rate ( mm/min) [E1#5%% Revolution (min-1)
£ EE RS YN Slotting | MIELIA] Side Milling | ;#YJHI Slotting | MIEYIEY Side Milling
ey 6 180 590 3690 4100
8 190 600 2790 3100
om 10 200 610 2250 2500
g 5& 12 190 610 1800 2000
§ ’:JE 16 190 610 1350 1500
am
gy
=L

65 C.K.K CO., LT . |



s AR L. W

EEYITIAI K3V Chamfering End Milll
R o WL

CX200 Z?‘?DZFEEHIU’JI]II YFIIV

CX200 Chamfering End Mill for Stainless steel

CX200-SUCH

e_ ~ ! ¢d

CX200-SUCH10 P wéi ******** S
Iq% 'I'i Features sl

@CX200 Coating have high oxidation resistance and hardening which exceed

]
BY
Y
i
T
;
.
2

the existing coating and provides long tool life, and suitable for high speed TENE Tolerance
processing and dry milling 0
@Sharp helical blades design minimizie deburring after processing and -0.02
achieves high accurate surface finishing
MG CX200
B Coat J—
R#M | S2M | AN BeE AN Hardened steel e I AL 2x
Cgroan | Alloy steel Prefierdened _45HRc [ ~55HRC [ ~60HRC | ~65HRC | Castiron | Stainiess |Aluminium | Copper | \i Alloy| Graphite | Resin 1%
@@ |0 |00 ©| 0|0 .

©=Best (O=Good

A 7=
OU L K 0 ) x v = = 0) P4 g_
7 g
CX200-SUCH3 0.8 3 920 1.1 50 3 R
CX200-SUCH4 0.8 4 920 1.6 50 4 —
CX200-SUCH6 1 6 20 2.5 60 6
CX200-SUCHS8 1 8 920 3.5 60 8 ®
CX200-SUCH10 1 10 20 4.5 65 10 )L g
CX200-SUCH12 1 12 920 5.5 75 12

HESZEEUZ (4 standard Milling Condition

A
@The table show standard milling guidance of perforating process as written picture > §
Ad @Use arigid and precise machine and tool holder Ja
@Select a cutting fluid appropriate to the particular usage ;t f
@In case the revolution could not be increased by the machine used, Please reduce feed speed and revolution speed 5=
at same ration
@When mounting End Mills, The run out of the till will have to be set within 0.01Tmm —
4
WA Work Material | 272 L2 (SUS303/304) 58
o 4 Q
. i% Y iEE Feed Rate( mm/min ) Revolution (min-1) ., 2
4442 (mm) Diameter %3
(mm) NERY AENY FERY | AERY v
3 360 140 4070
4 350 170 3380 & o
6 290 190 2040 E} 3
8 280 190 1540 ’:JE" g
10 260 180 1210 ma
12 260 170 1050
Ad =0.1D
|Ij g
L=

e C.K.K CO.LTD. 66
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@Apply variable lead type technology use helix degree 30°
at the edge of drill and 20° from middle of drill until shank
@CKK Original design 20° of helix from middle of drill until shank

can use extend tool life belong.
@Employs TiAIN Coating.

L .
/ ¢d
¢D U D N o F
Mode P B&ED A% (h7) WEd 2% (h6)
3 -0.010 4-6 - 8.008
3.3~6 -0.012 8-10 -8.009
6 5 10 8015 12 14 - 8011
10.3~13 D018

B E ANEH Hardened Steel

BEH | aeW | HAE

Carbon P
Steel Alloy Steel

a9 ~45HRC | ~55HRC

~60HRC | ~65HRC

MG 2 TIAIN
n\\ @ Coat
Ll

7382 s
@i Aluminium| Copper

2TV
Stainless
Steels

Alloys

FRUE:
m@Aﬁ

93774k

Alloys [ Ti/Ni Alloy | Graphite

Resin

© |0 0|0

O

©

O

©=Best (O=Good

TA-DRS3 3 TA-DRS7 7 34 80
TA-DRS3.3 3.3 20 50 4 TA-DRS7.5 7.5
TA-DRS3.5 3.5 TA-DRS7.8 7.8 42 90 8
TA-DRS4 4 TA-DRS8 8
TA-DRS4.2 2.2 24 TA-DRS8.5 8.5
TA-DRS4.5 2.5 0 TA-DRS9 9 47 105 10
TA-DRS5 5 6 TA-DRS10 10
TA-DRS5.5 5.5 30 TA-DRS10.3 10.3
TA-DRS6 6 TA-DRS11 11 55 115 12
TA-DRS6.5 6.5 TA-DRS12 12
TA-DRS6.8 6.8 34 80 8 TA-DRS13 13 60 120 14
HELRUDEI M
= 100-120 N=10620 7960 6370 5310 3980 3190 2450
(SS.Steel) f=0.110 0.125 0.160 0.160 0.250 0.300 0.315
a&im. IT8ME 50-70 N=5310 3980 3180 2650 1990 1590 1230
(SUJ2.SKD11.SKD12 ) =0.090 0.125 0.130 0.150 0.180 0.200 0.250
ATV LR 5xD 40-50 N=4250 3180 2550 2120 1590 1270 980
(SUS303.SUS304.SUS416)| =0.096 0.100 0.100 0.120 0.160 0.200 0.21
FAE 35-45 N=3720 2790 2230 1860 1390 1120 860
(40~48HRC) =0.060 0.100 0.100 0.120 0.160 0.200 0.210
7}lv5.:.'ﬁ14§§ 100-120 N=10620 7960 6370 5310 3980 3190 2450
Aluminium Alloy f=0.160 0.200 0.250 0.300 0.315 0.400 0.500

67 CK.KCO.LTD.




DA

BErFYIV
e T
BRXIVLFIIVLFa15—
= SV ) a
L |
d
/ ¢od
¢D NN T %
Model D
i oce E&D 2E (h7) WEd 1E (h6)
@2Flute elimi hattering and desi ial gash f 3 5o 2.8 -Sous
. ute eliminates | aFterlng and design special gash for 33~6 S 8- 10 P
increase process efficiently. 6.5~10 0 1214 0
@Design 2Flute for absorb resistance when processing 1 0 3-13 - 3'015 0011
@Use material micro grain carbide. 27 -0.018
@Employs TiAIN Coating .
TIAIN
Coat
REH | AW | FAER BE AN Hardened Steel & (27UL2E|TIVIEE| HES fﬁ;gfﬁﬁ 55774 HilE
o | Aoy steel Prefarened_45HRC [ ~55HRC [ ~60HRC | ~65HRC | Castlron | S@iniess |Alyminkim | COpRer |1/ Alloy| Graphite |  Resin
©=Best (O=Good
TA-DRR3 TA-DRR7 7
TA-DRR3.3 28 60 4 TA-DRR7.5 7.5
TA-DRR3.5 TA-DRR7.8 7.8 53 110 8
TA-DRR4 TA-DRR8 8
TA-DRR4.2 36 80 TA-DRR8.5 8.5
TA-DRR4.5 TA-DRR9 9 61 120 10
TA-DRR5 6 TA-DRR10 10
TA-DRR5.5 44 90 TA-DRR10.3 10.3
TA-DRR6 TA-DRR11 11 71 130 12
TA-DRR6.5 TA-DRR12 12
TA-DRR6.8 53 110 8 TA-DRR13 13 73 140 14
HESRUIHISR M
HiEin 100-120 N=10620 7960 6370 5310 3980 3190 2450
(SS.§) £=0.110 0.125 0.160 0.160 0.250 0.300 0.315
S2IEH 50-70 N=5310 3980 3180 2650 1990 1590 1230
(SUJ2.SKD11.SKD12 ) £=0.090 0.125 0.130 0.150 0.180 0.200 0.250
AFYL R 40-50 N=4250 3180 2550 2120 1590 1270 980
(SUS303.5US304.5US416) £=0.096 0.100 0.100 0.120 0.160 0.200 0.21
$RETE 35.45 N=3720 2790 2230 1860 1390 1120 860
(40~48HRC) £=0.060 0.100 0.100 0.120 0.160 0.200 0.210
FLI=ILEE o N=10620 7960 6370 5310 3980 3190 2450
Aluminium Alloy £=0.160 0.200 0.250 0.300 0.315 0.400 0.500
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Model

@3Flute eliminates chattering and design special gash for
increase process efficiently.
@Design 3Flute for absorb resistance when processing
@Use material micro grain carbide.
@Employs TiAIN Coating

L
[ L) d
¢D B U N T
EED #Ed 2% (h6)

3 -8.006

3.3~6 - 8,008

6.5~10 -8.009
10.3~13 _0o11

5 B &

P ;7( R | a2 | AEE BiE ANEA Hardened Steel & |27L2E|7IVIER| WER a;n%;ﬁﬁﬁ 957741 | HE
5T oo | Alloy steel [Prefirdened _45HRC | ~55HRC | ~60HRC [ ~65HRC | Castiron | SEinipss |ANRINUm|  COPPEr | /N Alloy | Graphite | Resin
o 7

BRECRECRECRECHES) O|O
©=Best (O=Good
£
7
G2 TA-3DS3 3 TA-3DS7 7 34 70 8
TA-3DS3.3 3.3 20 50 4 TA-3DS8 8 41 90
— TA-3DS3.5 3.5 TA-3DS8.5 8.5
TA-3DS4 4 TA-3DS9 9 47 100 10
. TA-3DS4.2 4.2 24 TA-3DS10 10
@ T TA-3DS4.5 4.5 60 TA-3DS10.3 10.3
= TA-3DS5 5 6 TA-3DS11 11 55 105 12
TA-3DS5.5 5.5 30 TA-3DS12 12
TA-3DS6 6 TA-3DS13 13 60 110 14
TA-3DS6.5 6.5
n TA-3DS6.8 6.8 34 70 8
s v ..
3y HELRDHIS M
Z 3
a v
4
c“mﬁgﬁsﬁed 60~100(m/min) 70~70(m/min) 20~50(m/min)
= BiE EYEE [EE=T EYEE [El5zEL EYEE [El5zEL
=7 (mm) (m/min) (min?) (m/min) (min?) (m/min) (min)
g 7 Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution
S 4 2 0.083 11090 0.075 794 0.058 555
5 3 0.10 7400 0.09 530 0.08 370
Qe 5 4 0.12 5600 0.10 400 0.09 280
5 0.14 4500 0.12 320 0.10 220
6 0.18 3700 0.16 270 0.14 190
8 0.20 2800 0.18 200 0.16 140
Q 2] 10 0.25 2200 0.20 1600 0.18 1100
5 E'} 12 0.30 1700 0.25 1200 0.20 900
=
e
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@3Flute eliminates chattering and design special gash for

increase process efficiently.

@Design 3Flute for absorb resistance when processing
@Use material micro grain carbide. And then Employs TiAIN

Coating

Model

@Suitable for S45C/SCM440 until steel

#D iHEd 2% (h6)
2~3 -8.010
3.3~6 -S012
6.5~10 Qo1
10.3~13 0o

@iﬁﬁ
1&hs

C.KKCO.LTD. 70

REE | 240 gﬂgm & ANEH Hardened Steel Z7LZE|TIVIER| SHESE ?ﬁ‘{ﬁﬁﬁ 95774k Z\ £
oo | Alloy steel [Prefirdened _45HRC | ~55HRC | ~60HRC [ ~65HRC | Castiron | SEinipss |ANInm|  COPPer | 1/xi Alloy | Graphite | Resin I5
© @000 0|0 ~
©=Best (O=Good
7
TA-3DR2 2 18 TA-3DR6.5 6.5 b3 &
TA-3DR2.5 2.5 22 S0 TA-3DR6.8 6.8 53 110 3
TA-3DR3 3 TA-3DR7 7 —
TA-3DR3.3 3.3 28 60 TA-3DR8 8
TA-3DR3.5 3.5 TA-3DR8.5 8.5 .
TA-3DR4 4 TA-3DR9 9 61 120 10 ™ 5
TA-3DR4.2 4.2 36 80 TA-3DR10 10 )Il» £
TA-3DR4.5 4.5 TA-3DR10.3 10.3
TA-3DR5 5 TA-3DR11 11 71 130 12
TA-3DR5.5 5.5 44 20 TA-3DR12 12
TA-3DR6 6 TA-3DR13 13 77 140 14 o_
., ]
HELEDEIS M »a
%z
8
cmﬂ?ﬁ'ﬁged 60~100(m/min) 70~70(m/min) 20~50(m/min)
BiE EYEE [ElEzE EYEE [El5zE EYEE [El5zE =
(mm) (m/min) (min?) (m/min) (min?) (m/min) (min?) 7 x
Diameter Feed rate Revolution Feed rate Revolution Feed rate Revolution 7 g
2 0.083 11090 0.075 794 0.058 555 19
3 0.10 7400 0.09 530 0.08 370 v 5
4 0.12 5600 0.10 400 0.09 280 g e
5 0.14 4500 0.12 320 0.10 220
6 0.18 3700 0.16 270 0.14 190
8 0.20 2800 0.18 200 0.16 140
10 0.25 2200 0.20 1600 0.18 1100
12 0.30 1700 0.25 1200 0.20 900
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T
Model D

ﬁ ﬁ E&ZD 2% (h6)
@Stable long-lived machining can achieved for precision 0.1~0.5 005
small hole drilling of steels. 0. 5,..0 9 _801
@Wide Drilling application is available from Wrought steel 8015
to hardness steel (HRC50)
N
Py ;7( REE | 248 gﬁlgm 15EE ANEH Hardened Steel Z7/VAH|TIVIEE| e a;ﬁ?ﬁ;“ﬁ 957741 | HE
51 Carbon | atloy stee [Pretrdened” 4 5ipc T-55HRC [ ~60HRC | ~65HRC | Castlron | Stginless |Aluminium| Copper | DRy | Graphite |  Resin
o
} ©©|e |0 |0 |0 ORNC, ©
©=Best (O=Good
23
-4
S /J CX500-MDO.1 0.1 12 CX500-MD0.56 0.56
A CX500-MDO.11 0.11 ) CX500-MD0.57 0.57 6
CX500-MD0.12 0.12 CX500-MD0.58 0.58
CX500-MD0.13 0.13 14 CX500-MD0.59 0.59
CX500-MDO0.14 0.14 CX500-MD0.6 0.6
CX500-MDO.15 0.15 CX500-MDO0.61 0.61
I CX500-MDO0.16 0.16 1.8 CX500-MD0.62 0.65
ol CX500-MDO0.17 0.17 CX500-MDO0.63 0.63
= CX500-MD0.18 0.18 21 CX500-MDO0.64 0.64 .
CX500-MDO0.19 0.19 CX500-MDO0.65 0.65
CX500-MD0.2 0.2 24 CX500-MD0.66 0.66
CX500-MDO0.21 0.21 CX500-MDO0.67 0.67
CX500-MD0.22 0.22 CX500-MD0.68 0.68
~H CX500-MD0.23 0.23 2.6 CX500-MD0.69 0.69
S 7 CX500-MD0.24 0.24 CX500-MD0.7 0.7
@y CX500-MD0.25 0.25 CX500-MD0.71 0.71
= + CX500-MD0.26 0.26 3 C€X500-MD0.72 0.72
oY CX500-MD0.27 0.27 CX500-MD0.73 0.73
g CX500-MD0.28 0.28 33 CX500-MD0.74 0.74
CX500-MD0.29 0.29 ) CX500-MD0.75 0.75
CX500-MD0.3 0.3 CX500-MD0.76 0.76
T CX500-MDO0.3 0.31 CX500-MD0.77 0.77
o5 CX500-MD0.32 0.32 C€X500-MD0.78 0.78 38 B
& % CX500-MD0.33 033 38 3 CX500-MD0.79 0.79
ER CX500-MD0.34 0.34 5 CX500-MDO. 0.8
@y CX500-MD0.35 0.35 CX500-MDO0.81 0.81
CX500-MD0.36 0.36 CX500-MD0.82 0.82
CX500-MD0.37 0.37 CX500-MDO0.83 0.83
CX500-MD0.38 0.38 CX500-MD0.84 0.84 8
O&F CX500-MD0.39 0.39 C€X500-MD0.85 0.85
3 W CX500-MD0.4 0.4 CX500-MD0.86 0.86
3Y CX500-MDO0.41 0.41 CX500-MDO0.87 0.87
& M CX500-MD0.42 0.42 CX500-MD0.88 0.88
g % CX500-MD0.43 0.43 CX500-MDO0.89 0.89
CX500-MD0.44 0.44 CX500-MDO.! 0.9
CX500-MD0.45 0.45 CX500-MD0.91 0.91
CX500-MD0.46 0.46 CX500-MD0.92 0.92
CX500-MD0.47 0.47 CX500-MD0.93 0.93
CX500-MD0.48 0.48 6 CX500-MD0.94 0.94
CX500-MDO0.49 0.49 CX500-MD0.95 0.95
CX500-MDO.5 0.5 CX500-MD0.96 0.96
CX500-MDO0.51 0.51 CX500-MD0.97 0.97
CX500-MD0.52 0.52 C€X500-MD0.98 0.98
CX500-MD0.53 0.53 CX500-MD0.99 0.99
CX500-MD0.54 0.54 CX500-MD1 1 10
CX500-MD0.55 0,55
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RIS
G EYEE 2] EYRE i EVEE [E] EYEE EVEE
(mm) min? (mm/min) min? (mm/min) min? (mm/min) min (mm/min) min? (mm/min)
Di Revolution Feed rate Revolution Feed rate Revolution Feed rate Revolution Feed rate Revolution Feed rate
0.10 25000 50 20000 40 17000 35 25000 50 15000 30
0.15 25000 50 20000 40 17000 35 25000 50 15000 30
0.20 25000 75 20000 60 17000 50 25000 100 15000 45
0.25 25000 75 20000 60 17000 50 25000 100 15000 45
0.30 20000 120 15000 60 13000 50 22000 400 11000 45
0.35 20000 120 15000 60 13000 50 22000 400 11000 45
0.40 20000 160 15000 75 13000 65 22000 700 8500 45
0.45 20000 160 15000 75 13000 65 22000 700 8500 45
0.50 18000 180 13000 100 10000 80 20000 1000 7000 55
0.55 18000 180 13000 100 10000 80 20000 1000 7000 55
0.60 18000 360 13000 100 10000 80 20000 1000 7000 55
0.65 18000 360 13000 100 10000 80 20000 1000 7000 55
0.70 16000 480 11000 110 8000 80 18000 1100 6000 60
0.75 16000 480 11000 110 8000 80 18000 1100 6000 60
0.80 16000 640 11000 220 8000 160 18000 1100 6000 120
0.85 16000 640 11000 220 8000 160 18000 1100 6000 120
0.90 15000 750 9000 270 7000 210 16000 1200 5000 150
0.95 15000 750 9000 270 7000 210 16000 1200 5000 150
1.00 15000 750 9000 270 7000 210 16000 1200 5000 150

SNHIN
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Model _I')_
jodel
ﬁ ,I.i BEED #HEd 2% (h6)
. 0
. . 3 - 0.010
@Suitable for $45C/SCM440 until hardness steel (HRC45) 3.3~6 0
. . . . - 0.012
@Special design of character and then have merit for flow of 6.5~10 0
. dad - 0.015
cutting
10.3 ~ 13 - 8.018
L . SN @ oo
£ ;7( REE | a2 | AER #58E AN Hardened Steel AFAZBTIVIES| MES | 72088 |y5opqr| il
51 oo | Alloy steel [Prefirdened _ 45HRC | ~55HRC | ~60HRC [ ~65HRC | Castiron | SEinipss |ANRINUm|  COPPEr | 1/xi Alloy | Graphite |  Resin
o 57
7
ORNONNONNONNG® ONNGO)
©=Best (O=Good
73
-4
H ﬁ TA-HSD3 ] 25 50 3 TA-HSD7 7
TA-HSD3.1 3.1 A-HSD7.1 7.1
TA-HSD3.2 3%2 27 TA-HSD7.2 722
TA-HSD3.3 3.3 A-HSD7.3 7.3 &2 g0
TA-HSD3.4 34 TA-HSD7.4 7.4
TA-HSD3.5 3.5 o 60 4 TA-HSD7.5 7.5 8
® R TA-HSD3.6 3.6 TA-HSD7.6 7.6
o | TA-HSD3.7 3.7 TA-HSD7.7 7.7
iy 2 TA-HSD3.8 3.8 TA-HSD7.8 7.8
TA-HSD3.9 3.9 TA-HSD7.9 7.9
TA-HSD4 4 33 TA-HSDS8 3 56 100
TA-HSD4.1 4.1 TA-HSD8.1 8.1
o TA-HSD4.2 4.2 TA-HSD8.2 8.2
5 TA-HSD4.3 43 TA-HSD8.3 8.3
2 5 TA-HSD4.4 4.4 TA-HSD8.4 8.4
2% TA-HSD4.5 4.5 36 70 TA-HSD8.5 8.5
2y TA-HSD4.6 4.6 TA-HSD8.6 8.6
=y TA-HSD4.7 4.7 TA-HSD8.7 8.7
TA-HSD4.8 4.8 TA-HSD8.8 8.8
TA-HSD4.9 4.9 TA-HSD8.9 8.9
TA-HSD5 5 TA-HSD9 9
T TA-HSD5.1 5.1 39 6 TA-HSD9.1 9.1 61 100 10
2z TA-HSD5.2 52 TA-HSD9.2 9.2
Q 4 TA-HSD5.3 53 TA-HSD9.3 9.3
5Y TA-HSD5.4 5.4 TA-HSD9.4 9.4
ey TA-HSD5.5 5.5 80 TA-HSD9.5 9.5
TA-HSD5.6 5.6 TA-HSD9.6 9.6
TA-HSD5.7 5.7 43 TA-HSD9.7 9.7
TA-HSD5.8 5.8 TA-HSD9.8 9.8
om| TA-HSD5.9 5.9 TA-HSD9.9 9.9
5 E,} TA-HSD6 6 TA-HSD10 10
S TA-HSD6.1 6.1 TA-HSD10.1 10.1 65 110
T TA-HSD6.2 6.2 TA-HSD10.2 10.2
] TA-HSD6.3 6.3 TA-HSD10.3 10.3
TA-HSD6.4 6.4 47 TA-HSD10.4 10.4
TA-HSD6.5 6.5 90 8 TA-HSD10.5 10.5 12
TA-HSD6.6 6.6 TA-HSD10.6 10.6
TA-HSD6.7 6.7 TA-HSD10.7 10.7
TA-HSD6.8 6.8 52 TA-HSD10.8 10.8 71 120
TA-HSD6.9 6.9 TA-HSD10.9 10.9
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o1 T DN =
TA-HSD11 11 TA-HSD14 14 80 135
TA-HSD11.1 11.1 TA-HSD14.1 14.1
TA-HSD11.2 11.2 TA-HSD14.2 14.2
TA-HSD11.3 11.3 TA-HSD14.3 14.3
TA-HSD11.4 114 71 120 TA-HSD14.4 144
TA-HSD11.5 11.5 12 TA-HSD14.5 14.5 83
TA-HSD11.6 11.6 TA-HSD14.6 14.6
TA-HSD11.7 11.7 TA-HSD14.7 14.7
TA-HSD11.8 11.8 TA-HSD14.8 14.8
TA-HSD11.9 11.9 TA-HSD14.9 14.9
TA-HSD12 12 TA-HSD15 15 145 16
TA-HSD12.1 12.1 TA-HSD15.1 15.1
TA-HSD12.2 12.2 TA-HSD15.2 15.2
TA-HSD12.3 12.3 TA-HSD15.3 15.3
TA-HSD12.4 124 76 130 TA-HSD15.4 154
TA-HSD12.5 12.5 TA-HSD15.5 15.5 85
TA-HSD12.6 12.6 TA-HSD15.6 15.6
TA-HSD12.7 12.7 TA-HSD15.7 15.7
TA-HSD12.8 12.8 TA-HSD15.8 15.8
TA-HSD12.9 12.9 TA-HSD15.9 15.9
TA-HSD13 13 16 TA-HSD16 16
TA-HSD13.1 13.1
TA-HSD13.2 13.2
TA-HSD13.3 13.3
TA-HSD13.4 134
TA-HSD13.5 13.5 80 135 A wn
TA-HSD13.6 13.6 -
TA-HSD13.7 13.7 I3
TA-HSD13.8 13.8 7e
TA-HSD13.9 13.9
HESZ RIS
ES
. 28
Cut?gﬁlgis,feed 25~36m/min 80~125m/min 25~36m/min 80~125m/min 25~36m/min 80~125m/min 63~90m/min 2 &
HiE EYE % EYE [ElEzE EYE [ElEzE EYE [BEzE] EYE EYE EYE [o]%;
(mm) (m/min) | (mint) | (m/min) | (min1) | (m/min) [ (mint) [ (m/min) [ (mint) | (m/min) | (min1) | (m/min) | (min1) [ (m/min) [ (min1)
Diameter Feed Rate |Revolution| Feed Rate lution | Feed Rate | Feed Rate |Revolution| Feed Rate lution| Feed Rate lution| Feed Rate luti
3~ 0.09~0.12| 9600 [0.09~0.12| 7500 [0.09~0.12| 5300 [0.07~0.11| 4000 [0.05~0.09| 3200 [0.09~0.12| 10000 [0.09~0.12| 7600
4 ~ 0.10~0.15( 8000 (0.10~0.15| 5650 |0.10~0.15| 4000 |0.08~013( 3000 [0.06~0.10| 2600 |0.10~0.15| 8000 [0.10~0.15( 6000 N
5~ 0.12~0.18| 6400 |0.12~0.18| 4550 [0.12~0.18| 3300 [0.10~0.15| 2400 [0.08~0.12| 2000 |0.12~0.18| 6400 [0.12~0.18| 4800 & w
6 ~ 0.14~0.20( 5300 (0.14~0.20{ 3800 |0.14~0.20| 2750 |0.12~0.18( 2000 [0.09~0.15| 1700 |0.14~0.20| 5300 [0.14~0.20( 4000 I ﬂ:’
8 ~ 0.16~0.24| 4000 [0.16~0.24| 2850 [0.16~0.24| 2100 [0.14~0.22 1500 [0.12~0.20| 1300 |0.16~0.24| 4000 [0.16~0.24| 3000 yg
10 ~ 0.18~0.27( 3200 (0.18~0.27| 2250 |0.18~0.27| 1700 |0.15~0.25( 1200 [0.13~0.23| 1000 |0.18~0.27| 3200 [0.18~0.27( 2400
12 ~ 0.20~0.30| 2650 [0.20~0.30( 1900 [0.20~0.30| 1400 [0.17~0.26( 1000 [0.14~0.24| 850 |0.20~0.30| 2700 [0.20~0.30| 2000
14 ~ 022~0.35| 2300 |0.22~035| 1600 (0.22~0.35( 1200 |0.18~0.30 860 0.15~0.26 730 022~035( 2300 (0.22~0.35| 1700
16 0.25~0.36| 2000 [0.25~0.36( 1400 [025~0.36| 1050 [0.20~0.32| 760 [0.16~0.26| 640 |0.25~0.36| 2000 [0.25~0.36| 1500 a_
— ~ 3
EELIESES 53
> 2
9
e 125~150m/min 80~100m/min 125~150m/min 90~125m/min
JoEES EYE Bz EY EYE Bz 4y YR z YR [ElE: =
(mm) (m/min) (min1) (m/min) (min1) (m/min) (min1) (m/min) (min1) 7%
Diameter Feed Rate Revolution Feed Rate Revolution Feed Rate Revolution Feed Rate Revolution 7 g
3~ 0.09~0.12 13000 0.09~0.12 9500 0.09~0.12 14000 0.09~0.12 11000 1<
4~ 0.10~0.15 10000 0.10~0.15 7100 0.10~0.15 11000 0.10~0.15 8700 V 5
5~ 0.12~0.18 8000 0.12~0.18 5700 0.12~0.18 9000 0.12~0.18 7000 VA
6~ 0.14~0.20 6650 0.14~0.20 4700 0.14~0.20 7500 0.14~0.20 5800
8~ 0.16 ~0.24 5000 0.16 ~0.24 3600 0.16 ~0.24 5600 0.16 ~0.24 4400
10~ 0.18~0.27 4000 0.18 ~0.27 2900 0.18~0.27 4500 0.18~0.27 3500
12~ 0.20 ~0.30 3300 0.20 ~0.30 2400 0.20~0.30 3800 0.20~0.30 3000 1] (_—?
14~ 0.22 ~0.35 2900 0.22 ~0.35 2100 0.22 ~0.35 3200 0.22 ~0.35 2500 H,} %
16 0.25~0.36 2500 0.25~0.36 1800 0.25~0.36 2800 0.25~0.36 2200 ma
Iz
Ha
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'Model D
i oce BED MEd A (h6)
», 3 0
. . - 0.006
@Suitable for S45C/SCM440 until Alloy steel 3.3~6 0
. - 0.008
@5Special design have efficacy for flow of cutting. 6.5~10 8009
0
@Use material micro grain carbide. And then Employs TiAIN Coating 10.3~13 -0.011
TIAIN
- ANNNNY Coat
P ;7( R | a2W gﬂgm 15EE ANEH Hardened Steel ik A27YLAH 7’”/5_3@ Hae ?g{ﬁﬁﬁ 957741 | HE
5T oo | Alloy steel [Prefirdened _45HRC | ~55HRC | ~60HRC [ ~65HRC | Castiron | SEinipss |ANARInm|  COPPer | /N Alloy | Graphite | Resin
o 57
|le@le|e|e® |0 O|O
©=Best (O=Good
73
27
& 2 TA-WMD1 1 12 45 TA-WMD6 6 44 920 6
TA-WMD1.5 1.5 16 TA-WMD6.5 6.5
— TA-WMD2 2 20 50 3 TA-WMD6.8 6.8 53 110 3
TA-WMD2.5 2.5 22 TA-WMD7 7
. TA-WMD3 3 TA-WMD8 8
@ TA-WMD3.3 3.3 28 60 TA-WMD8.5 8.5
%)L TA-WMD3.5 Bt 4 TA-WMD9 9 61 120 10
TA-WMD4 4 TA-WMD10 10
TA-WMD4.2 4.2 36 80 TA-WMD10.3 10.3
TA-WMD4.5 4.5 6 TA-WMD11 11 71 130 12
o TA-WMD5 5 a4 20 TA-WMD12 12
5 Vi TA-WMD5.5 5.5 TA-WMD13 13 77 140 14
ey w
23| fEEYMIRE
o
= 100-120 N=10620 7960 6370 5310 3980 3190 2450
i (SS.Steel) =0.110 0.125 0.160 0.160 0.250 0.300 0.315
é 7 asi. THH 50-70 N=5310 3980 3180 2650 1990 1590 1230
= : (SUJ2.SKD11.SKD12 ) £=0.090 0.125 0.130 0.150 0.180 0.200 0.250
@y PEAZY | 5xD 40-50 N=4250 3180 2550 2120 1590 1270 980
(SUS303.5US304.5US416) £=0.096 0.100 0.100 0.120 0.160 0.200 0.21
FREEH 35.45 N=3720 2790 2230 1860 1390 1120 860
g (40~48HRC) £=0.060 0.100 0.100 0.120 0.160 0.200 0.210
3 B TFAS=YLEE 100-120 N=10620 7960 6370 5310 3980 3190 2450
3 119[1 Aluminium Alloy £=0.160 0.200 0.250 0.300 0.315 0.400 0.500
o
= T
8 M

75 CKKCO.LTD.



Chamfering

(> SHE

o = . Square Radius
.PHJ) Drill ; 7 ; OADNDD | | PAYAD

Long Neck : Roughing

#BEE R )L Solid Carbide Drill
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Long Neck
OADKDID

Chamfering

IPRYAD > SHE

% = . Square Radius
2.3 = Drill ; 7 ; fedivs

; Roughing

HBRE RV )L Solid Carbide Drill

MEMO

LTD. 78

o

. CK.K Co



=
(a]
()]
5]
Ke]
£
©
v
2
©
(2]
=3
—_—
>
@€
iy
o]

3
o
.
1
-
m

o
=
L
=

fEE>BHE
Chamfering

OADNRDID

Radius Ball Long Neck

; KO HM 7; INAR K

%—2 7

IPRYTAD
Roughing

79 CLKL K CO., LT D, s




Long Neck
OADKDID

Chamfering

IPRYAD > SHE

% = . Square Radius
2.3 = Drill ; 7 ; fedivs

; Roughing

HBRE RV )L Solid Carbide Drill

MEMO

LTD. 80

o

. CK.K Co



Y—ra r—BREH

FHIH

(11]m ey

WA Ti5

T475-0823
BMEFMETGHEB2TH 27 Hith 2
TEL(0569)21-6187
FAX(0569)23-6427
E-mail:ckk@ckk-tool.co.jp (X&)
http://www.ckk-tool.co.jp
T757-0003
WORWENFEBE AP ILEFHEAR1315-1
TEL(0836)73-2627
FAX(0836)73-0910
E-mail:yamaguchi@ckk-tool.co.jp
T999-3701

IR RIRTH K FRIRF5600
TEL(0237)43-7471
FAX(0237)43-7472
E-mail:yamagata@ckk-tool.co.jp

C.K.K CO.,LTD.

Head Office

2-27-2 Minatomachi Handa Aichi 475-0823
TEL(0569)21-6187

FAX(0569)23-6427
E-mail:ckk@ckk-tool.co.jp ( President)
http://www.ckk-tool.co.jp

Factory in Yamaguchi

1315-1Kusumoto Yamanoi Onoda Sanyou
Yamaguchi 757-0003

TEL(0836)73-2627

FAX(0836)73-0910

E-mail : yamaguchi@ckk-tool.co.jp

Factory in Yamagata

5600 Higashinekou Higashine 999-3701
TEL(0237)43-7471

FAX(0237)43-7472

E-mail : yamagata@ckk-tool.co.jp

FEEEFNE (XE ) FRAF

KETH

KEZFREMBAREAETIXES2 S5
TEL 86-0411-8751-3258

FAX 86-0411-8750-4256
E-mail:ckk-ch@ckk-tool.co.jp
http://www.ckk-tool.com

C.K.K(DRALIAN) Co.,ltd.

C.K.K(DALIAN) Co.,Itd.

No.5-2 Building Hong Xing Industrial Zone
Dang Bei Street Economic

& Technical Development Zone Dalian China
TEL 86-0411-8751-3258 FAX 86-0411-8750-4256
E-mail:ckk-ch@ckk-tool.co.jp
http://www.ckk-tool.com
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= Thai CKK Trade Co.,Itd.

Thai CKK Trade Co.,Itd.

Thai CKK Trade Co.,Itd.

152 Chartered Square Building,Floor 12,
Unit 12-06 North Sathorn Road,Silom,
Bangrak,Bangkok 10500

TEL : +66-[0]2637-7304
E-mail:ckk-thai@ckk-tool.co.jp
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OFFICE LOCATION
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Yamagata Factory

O Xt Ti5
C.K.K Head office

o LOT5
Yamaguchi Factory
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C.K.K (DALIAN) Co.,Ltd.
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C.K.K GROUP

C.K.K %i&#t

AT T475-0823
FHILAHAET 2 TH 27 Eith 2
TEL(0569)21-6187
FAX(0569)23-6427
E-mail:ckk@ckk-tool.co.jp (X&)
http://www.ckk-tool.co.jp

WATHE  T757-0003
ORIl NPT AFILEFHAEA1315-1
TEL(0836)73-2627
FAX(0836)73-0910
E-mail : yamaguchi@ckk-tool.co.jp

W T999-3701
ILFZIR SRR R FRIRF5600
TEL(0237)43-7471
FAX(0237)43-7472
E-mail : yamagata@ckk-tool.co.jp

C.K.K CO.LTD.

Head Office

2-27-2 Minatomachi Handa Aichi 475-0823
TEL(0569)21-6187

FAX(0569)23-6427
E-mail:ckk@ckk-tool.co.jp ( President)
http://www.ckk-tool.co.jp

Factory in Yamaguchi

1315-1Kusumoto Yamanoi Onoda Sanyou
Yamaguchi 757-0003

TEL(0836)73-2627

FAX(0836)73-0910

E-mail : yamaguchi@ckk-tool.co.jp

Factory in Yamagata

5600 Higashinekou Higashine 999-3701
TEL(0237)43-7471

FAX(0237)43-7472

E-mail : yamagata@ckk-tool.co.jp

FHEEEAE (K& ) BRAF]

KETI; KERERINBREIEIXES-2S
TEL 86-411-8751-3258
FAX 86-411-8750-4256
E-mail:ckk-ch@ckk-tool.co.jp
Web Site URL:www.ckk-tool.com

C.K.K(DALIAN) Co.,Itd.

No.5-2 Building Hong Xing Industrial Zone
Dang Bei Street Economic

& Technical Development Zone Dalian China
TEL 86-411-8751-3258

FAX 86-411-8750-4256
E-mail:ckk-ch@ckk-tool.co.jp

Web Site URL:www.ckk-tool.com

Thai C K K Trade.,Co.Itd.

152 Chartered Square Building, Floor 12,

Unit 12-06 North Sathorn Road, Silom, Bangrak,

Bangkok 10500
TEL : +66-[0]2637-7304
E-mail:ckk-thai@ckk-tool.co.jp
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Specifications are subject to change without notice.



