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Introduéﬁf

How haveyoubeen?

This is BOO YOUNG TOOL

BOO YOUNG TOOL, based on quality and trust, is a specialized super-rigid tool maker, and it has
endeavored continuously to offer best quality and services with which customers are satisfied
since 1996 when BOO YOUNG TOOL was established.

Our company holds high-tech equipments including 5 axis grinding machines for the best quality
and produces a variety of and stabilized products. As a result, we produce and sell the excellent
precision machine and the cutting machine including carbide drill and endmill which are important
in metallic pattern processing and machine processing.

We accumulate knowhow of cutting tools and develop new products through countless sample
tests and experiments to produce and sell high-quality products, which customers like, from supply
of the raw materials to completion of the product through the positive technology development and
rigid quality control in the future, we will flourish more and advance into the foreign markets by
promotion of quality and development of technology. We will become BOO YOUNG TOOL which goes
in advance of 21C by the endless endeavors to satisfy customers’ desires.

- Thank You -
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PRECISION TOOL CO.,LTD.

INDEX OF OUR SERIES

Type Flutes Appearance Model No. Specification
M2tal | 4/6F N s CERAMIC RADIUS D12 | D240
. 4F SS——— | BYEURAOOOR | ROUGHING & FINISHING D60 | D200
4F NS——— | BYEUR4000 | ROUGHING & FINISHING D60 | D200
2F 4 —e———  SKRB LONG NECK BALL R0.05 | R20
2F v~ =————oo——— | SKRE LONG NECK SQUARE D01 | D40
EIE] 2F PE=—————————= | SKRE2000R | LONG NECK CORNER RADIUS D04 | D60
4F eSS 4SKRE LONG NECK SQUARE D10 | D40
4F f=—=——————== | SKRE4O000R | LONG NECK CORNER RADIUS D10 | D60
2F & ———— | SKB2000 BALL RO.1 | R6.0
- 2F E————— | sKBS2000 SHORT BALL R0O5 | R6.0
= 3F &< ———— | SKBS3000 | SHORTBALL R15 | R6.0
2F & ———— | SKBW2000 | BALL R15 | R6.0
2F F=———— | SKE2000 SQUARE D02 | D120
T 4F T ——— | SKE4000 SQUARE D20 | D120
2F PSeSs=——— | SKEL2000 SQUARE LONG D40 | D120
4F ESSS——— | SKEL4000 | SQUARE LONG D40 | D200
2F F===———= | SKE2000R | CORNER RADIUS D10 | D120
4F §&=——— | SKE4O0OR | CORNERRADIUS D20 | D120
E1|E:_,|l__<,j_/\ 2F gme——— | SKEL2000R | CORNER RADIUS LONG D30 | D120
4F f=S————= | SKEL4000R | CORNERRADIUSLONG D30 | D120
4F L@ ———— | SKELX4000R | CORNERRADIUSEXTRALONG | D40 | D120
4F S————= | SKPW4000R | HIGH SPEED PROCESSING D60 | D120
T 2F ———————————— | SKRW2000R A DOUBLE RADIUS D30 | D120
4F &————— | SKRWA4O000R | DOUBLE RADIUS D40 | D120
6F TH— HSKB6000 | 6. RADIUS BALL R30 | R60
e 2F e — HSKB 2000 HIGH HARDNESS BALL RO.1 | R60
2F G==\——— | HSKBS2000 | HIGHHARDNESS BALL R0O5 | R6.0
IUE(AFO]) | 4F NT—— HSKE 4000 HIGH HARDNESS SQUARE D20 | D120
llz| A 6F §S=F——— | HSKE6O000R | HIGH HELIX CONER RADIUS D60 | D120
- 2F @s——— | GB2000 BALL R0.1 | R6.0
= 2F &ES—— | 6BS2000 SHORT BALL R0O5 | R6.0
2F Bem——— | GE2000 SQUARE D02 | D120
Ao 4F BSS§——— | GE4000 SQUARE D10 | D16.0
4F NSSSS——— | GEL4000 SQUARE D20 | D160
2F e GE 2000R CORNER RADIUS RO.1 | R20
Al 4F &S F——— | GE4000R CORNER RADIUS R02 | R30
ElEE=S S GEL4000R | CORNER RADIUS R03 | R20
4F | ENSSSS—————— | GELX4000R | CORNER RADIUS LONG R05 | R20
F | = SSBU4000 | UNEQUAL HELIX BALL D40 | D200
BEEst | 4F RSV ———— | SSEU4000 | UNEQUAL HELIX SQUARE D30 | D200
3/5F o s ——S SUS ROUGHING D30 | D160
2l 2F . — =—————  BYRB LONG NECK BALL R0O.1 | R20




EOBEBCDESEIEB R

Model No. Carbon Steels  Alloy Steels  Prehardened Steels ~HRc50 ~ ~HRc70  StainlessSteels Aluminum  Copper  Graphite  Plastic Page

BYC 20
BYEUR 4000R @) ©) 24
BYEUR 4000 ©) O 25
SKRB (©) O ©) © ©) ©) ©) 28
SKRE (@) © © © © (@) (@) 31
SKRE 2000R O ©) © © © (@) (@) 34
4 SKRE (©) O © © © ©) ©) 40
SKRE 4000R ©) O ©) © © ©) @) 42
SKB 2000 (@) O © © © (@) @) 46
SKBS 2000 (©) O © © © (@) (@) 47
SKBS 3000 @) O © © © ©) ©) 48
SKBW 2000 (©) O ©) © © ©) @) 49
SKE 2000 ©) O © © © @) (@) 52
SKE 4000 (@) O © © © (@) (@) 53
SKEL 2000 O ©) © © © O O 54
SKEL 4000 ©) © © © © ©) ©) 55
SKE 2000R ©) © © © © @) @) 58
SKE 4000R @) © © © © (@) (@) 60
SKEL 2000R O ©) ©) © © (@) (@) 62
SKEL 4000R ©) O © © © ©) @) 63
SKELX 4000R ©) O o © © ©) (@) 64
SKPW 4000R @) O © © © (@) @) 66
SKRW 2000R O ©) ©) © © (@) (@) 67
SKRW 4000R ©) O ©) © © ©) (©) 68
HSKB 6000 (©) O © © © ©) (@) 69
HSKB 2000 ©) O © © © (@) (@) 70
HSKBS 2000 (@) O © © © (@) (@) VAl
HSKE 4000 ©) © ©) © © O O 72
HSKE 6000R ©) O O © © (©) (@) 73
GB 2000 ©) © O © ©) ©) 90
GBS 2000 © © © © (@) (@) Al
GE 2000 © © ©) © O (@) 92
GE 4000 © © ©) © o o 93
GEL 4000 © © © © ©) (©) 98
GE 2000R © © © © (©) (©) 94
GE 4000R © © © © ©) (@) 96
GEL 4000R © © © © (@) (@) 99
GELX 4000R © © © © (©) ©) 100
SSBU 4000 ©) O © 108
SSEU 4000 (@) O © 109
SSEUR ©) O © 110
BYRB © © ©) © ©) ©) 116

O-ZH(Suitable) ©-%|X(Most Suitable)
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I.) BOOYOUNG

PRECISION TOOL CO.,LTD.

INDEX OF OUR SERIES
R T ) S T T 0 S LR S

Type Flutes Appearance Model No. Specification

2F . = BYRE LONG NECK SQUARE D02 | D40

2|2 2F Pe=———a————— | BYRE2000R | LONGNECKCORNERRADIUS | R005 | R15
4F f@====————o—_= | BYRE4000R | LONG NECK CORNER RADIUS RO.1 | R15

2F E=m=———— | BYB2000 BALL R0.1 | R6.0

- 2F T — BYBS 2000 SHORT BALL R0O5 | R6.0
= 3F em— BYBS3000 | SHORT BALL R15 | R60
4F &S5———  BYB4000 BALL R30 | R6O

2F PESsS——— | BYE2000 SQUARE D02 | D200

23] 4F _—— BYE 4000 SQUARE D1.0 | D200
2F BSSSSS———————  BYEL2000 | SQUARELONG D40 | D200

4F = BYEL 4000 SQUARE LONG D40 | D20.0

2F = BYE 2000R CORNER RADIUS D10 | D120

GIE| 4F ES==——— | BYE4O0OR | CORNERRADIUS D1.0 | D120
gCles | oF ES========  BYEL2000R | CORNER RADIUS LONG D30 | D120
4F SEMS———— | BYEL400OR | CORNERRADIUSLONG D30 | D120

= [[o]prz| 2F A —— BYTE TAPER END MILL D10 | D100
2F N BYDMB DIAMOND BALL R0.1 | RO

CrojorSE 2F ————————— BYDME DIAMOND COATED SQUARE D02 | D120
4F = 4BYDME DIAMOND COATED SQUARE D20 | D120

4F WQ@E———= | BYDME4000R| DIAMOND COATED RADIUS D40 | D120

2F P DKRB LONG NECK BALL R02 | R20

—— 2F B | DKRE LONG NECK SQUARE D04 | D40
2F we——=———— | DKRE2000R | LONG NECK CORNER RADIUS D03 | D120

4F s | 4, DKRE LONG NECK SQUARE D04 | D40

2F @ =~ SP®Q,Q+ SQUARE INSERT D100 | D30.0

OIME 2F < SPOW BALL INSERT R50 | R15.0
2F ) SPOD DIAMOND COATED INSERT R60 | R15.0

=0 'n-,__,_..,..- BHCC STEEL HOLDER D160 | D30.0
&= C-BHCC CARBIDE HOLDER D10.0 | D30.0

= 2F = BYBN2000 | MICRO GRAIN CARBIDE R05 | R6.0
2F {"* == | BYE2000AL | ALUMINUM D10 | D120

A3J01 3F e BYE 3000 ALUMINUM D20 | D160
3F e == | AL-LONG ALUMINUM LONG D3.0 | D200

3F R RA ALUMINUM ROUGHING D40 | D20.0

PSClel 1F e | 1F SQUARE D05 | D40
ot 1F e 1FR 1FR SQUARE (DOWN CUT) D05 | D4O
2F ESs—— | BYD STANDARD DRILL ?3.0/L50 | ¢20/L131
2F FS=S—— | BYDL LONG DRILL ®3.0/L70 | ¢20/L160
2F SN BYDC COOLANT DRILL ®3.0/L78 | ¢20/L155

2F = BCT NC CENTERING D30 | D120

4LI6F ] BYRM GREAT CARBIDE REAMER D40 | D200

4LI6F ———— BYR HELICAL REAMER D20 | D120

4LI6F E=————— | STR STRAIGHT REAMER D20 | D120
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Model No. Carbon Steels  Alloy Steels  Prehardened Steels ~HRc50 ~ ~HRc70  StainlessSteels Aluminum  Copper  Graphite  Plastic Page

BYRE © © © © ©) © 121
BYRE 2000R © © © © O © 125
BYRE 4000R © © ©) © ©) © 131
BYB 2000 © © © © ©) © 136
BYBS 2000 © © © © (©) © 137
BYBS 3000 © © © © O © 138
BYB 4000 © © © © (©) ©) 139
BYE 2000 ©) © © © O © 142
BYE 4000 © © © © (©) © 144
BYEL 2000 © © © © O © 145
BYEL 4000 © © © © @) © 146
BYE 2000R © © ©) © (©) © 148
BYE 4000R © © © © ©) © 150
BYEL 2000R © © © O (@) (@) 151
BYEL 4000R © © ©) ©) O O 152
BYTE © © © 153
BYDMB ©) ©) ©) ©) 164
BYDME © © © © (@) 168
4 BYDME © © © © O 170
BYDME 4000R © © © © ©) 174
DKRB ©) 178
DKRE © 181
DKRE 2000R © 183
4 DKRE © 186
SP®Q,0+ 193
SPOW 194
SP®D 194
BHCC 195
C-BHCC 196
BYBN 2000 © © © © ©) © 200
BYE 2000AL © 202
BYE 3000 © © 203
AL-LONG © 204
RA © 206
1F © © 214
1FR ©) ©) 216

222

223

224

225
BYRM O ©) O O O 226
BYR (©) O ©) ©) ©) 227
STR O ©) O O O 231

O-X{& (Suitable) ©-%|X(Most Suitable)



GUIDE LINES to ICONS

11/} TIALN Coating
11[\N TIN Coating

DLW DIAMOND Coating
;/ll/4 BLUE Coating

1114{/\} TISIN Coating

DLC Coating @ SUPERS3 Coating

1 Flutes

2 Flutes

3 Flutes

4 Flutes

6 Flutes

2/2 Flutes

s|®|¢|olo

Diameter Toleran
% BALL I@I
15 o
D
SQUARE

-0.012

Radius Tolerance

5

Corner Form

ﬁ CornerRadius

Sharp Edge

Corner Protect

l\\7! Helix Angle 7°

A\ @ Helix Angle 30°
30

[\ Helix Angle 35°
35°

AN Helix Angle 38°

38
[\

@ Helix Angle 45°

24 Helix Angle 15°

'
2

uw

0%t

(®)

Utra Fine Grade

Nano Grain Grade

Micro Grain Grade
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» BYC 6000R
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BYC 4000R & BYCOOOOR | -Lcrouveiomss

¢ INCONEL 7+32] &4l (D

¢ =7 ENDMILLOHH| 7155 & 8uff O Y g M %
¢ =7 ENDMILLCHH] 8 4d] O] A1 F

& Best for processing INCONEL g

¢ 8Times more efficient than Carbide ENDMILLS in terms of processing _

¢ 4 Times longer than Carbide ENDMILLS in terms of lifespan

1 R

\ b
—
‘ A L1 s

I Lo

#¢d

%

F IDXR
BYC 6040R0.5 4 @6 XR0.5 4.5 12 5.8 60 06
BYC 8040R1.0 4 @8XR1.0 6 16 7.7 60 28
BYC10040R1.25 4 @ @10XR1.25 7.5 20 9.7 65 @10
BYC 12040R1.5 4 @12XR 1.5 9 24 1.7 70 @12
BYC 6060R0.5 6 @6 XR0.5 4.5 12 5.8 60 06
BYC 8060R1.0 6 @8XR1.0 6 16 7.7 60 28
BYC10060R1.25 | 6 | @10XR1.25 7.5 20 9.7 65 @10
BYC 12060R1.5 6 @12XR 1.5 9 24 11.7 70 012

B Mi2f22 EIErEE 7kSAl Q8 & 227t ole Bz, BAR Ar8S HELICL

20 I www.youngtool.co.kr



< BYC 4LO0O0R Series |4'-**1|Et”'iilﬁl A-Slot cutting table |
m

[omeer [ [ W

Feed = mm/min

Face cutting Side cutting Slot cutting

ae ae

a [
K

6.0 625 (250~1000) 33157 2917 2[0~4.5] b 0.088 0.022 [0.0 1~0.033)
8.0 625 (250~1000) 24868 2387 2.5(0~6) 8 0.096 0.024(0.012~0.034)
10.0 625 (250~1000) 19894 2068 3(0~75) 10 0.104 0.026(0.013~0.039)
12.0 625 (250~1000) 16579 1785 6(0~9) 12 0.168 0,028 (0.02~0.059)
2> BYC 6000R Series | 6= 421 #/9A-Side cutting tab >
by Series | 6 AEtY 8|C}2A-Side cutting table =
| waTeRAL [cutingspeed | ReM | FeED | PTEEENS | PSR | e | cofiefir,
D S B S B SN B G
6.0 625 (250~1000) 33157 4376 3(0~4.5) 0.3 (0~4) 0.132 0.022(0.015~0.045) E
8.0 625 (250~1000) 24868 4923 4(0~6) 0.4 (0~8) 0.198 0.033(0.017~0.05) m
10.0 625 (250~1000) 19894 4297 5(0~7.5) 0.5(0~10) 0.216 0.036(0.018~0.054)
12.0 625 (250~1000) 16579 1856 6(0~9) 1.2(0~12) 0.112 0.028(0.014~0.042) Q
(C
RPM = rev/min
L

ap
ap

Dz

o Bl XIJE S Hhetgol et Ha ASLICH

caution + DATA CAN BE CHANGED DUE TO THE CIRCUMSTANCES OF WORKPLACE

I.) BOOYOUNG 21

\# PRECISION TOOL CO.,LTD.



A M

SAl IS AE




»BYEUR 4000R
»BYEUR 4000



BYEUR 4000R i
| Roughing and Finishing End Mill (4 FLUTES)

o BUIBA SA KB DX /4L B + 2
* Bo1% S0l A5 on PT ) 1 A

o SN BARH F4 1S TS / NG EHE QMY 2Y) 2! fgiﬂ E

N E = oF P

4 Structure which facilitates simulatenous process of roughing and finishing / 4 Flutes BLUE (D) @
(2 for Roughing, 2 for Finishing)

# Designed to suppress vibraiton during semi-roughing / Reduce noise

# Possible to process roughing and finishing at the same time / Reduce time for setup

(Improve Productivity)
@ Increase Tool Life by improving chip disposal

m
X
o
o
~

g BYEUR 4060 R03 b 0.3 13 60 6
BYEUR 4060 R03-18 6 0.3 18 60
c BYEUR 4080 R05 8 0.5 19 65 8
w0 BYEUR 4080 R05-25 8 0.5 25 70
:- BYEUR 4100 RO5 10 0.5 22 70 10
— BYEUR 4100 R05-30 10 0.5 30 80
: BYEUR 4120 R10 12 1 26 80 12
(o) BYEUR 4120 R10-35 12 1 35 90
BYEUR 4140 R10 14 1 32 80 14
Q BYEUR 4140 R10-40 14 1 40 100
o | BYEUR 4160 R10 16 1 32 90 16
Q_ BYEUR 4160 R10-43 16 1 43 100
BYEUR 4200 R10 20 1 38 100 20
-n BYEUR 4200 R10-50 20 1 50 110
I
%
St
(o]

24 I www.youngtool.co.kr



BYEUR 4000 | 4%'- %I-xgér ?iIEnEI
| Roughing and Finishing End Mill (4 FLUTES)

o BN FA FA IS 7 /4L F4 + 28 EY)

o SYAIIBOIT HE O X A 48 24 - M E

o SAO| BARE B4 I1Z I15 ) MM B (M4 B4 B wi

o FHIESA B0 2 A0 =7} 2 :Radius

4 Structure which facilitates simulatenous process of roughing and finishing / 4 Flutes BLUE (D) g
(2 for Roughing, 2 for Finishing)

# Designed to suppress vibraiton during semi-roughing / Reduce noise

# Possible to process roughing and finishing at the same time / Reduce time for setup
(Improve Productivity)

@ Increase Tool Life by improving chip disposal

BYEUR 4060

6
BYEUR 4060-18 6 18 60 6
BYEUR 4080 8 19 65 8
BYEUR 4080-25 8 25 70
BYEUR 4100 10 22 70 10
BYEUR 4100-30 10 30 80
BYEUR 4120 12 26 80 12
BYEUR 4120-35 12 85 90
BYEUR 4140 14 32 80 14
BYEUR 4140-40 14 40 100
BYEUR 4160 16 32 90 16
BYEUR 4160-43 16 43 100
BYEUR 4200 20 38 100 20
BYEUR 4200-50 20 50 100

o)
=
£
2
=
L
o
c
©
o)
=
£
<)
=)
o
(0 4

N BOOYOUNG 25
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¢ | BYEUR series | S8 ey BAAUERAE

eleq 1esiuyos] mr.En:

(Work Material) (N/mm3  (HB)  (min~Vmax) ZIZ(D) Fz(min) FZ(max) ZZA(D) Fz(min) FZ(max)

<0.25%C | 420 125 260~280 6 0.05 | 0.132 6 0.05 0.12

>0.25%C | 650 190 200~230 8 0.06 | 0.176 8 0.06 0.16

ZU, Aard <0.55% | 850 250 160~190 10 0.06 | 0.196 10 0.06 0.18

>0.55%C | 750 220 160~180 12 0.07 | 0.216 12 0.07 0.2

1000 | 300 140~160 14 0.08 0.24 14 0.08 0.22

600 200 160~190 16 0.1 0.26 16 0.1 0.24

Herad, 4 930 275 1240~140 20 0.1 0.36 20 0.3 0.3
(B2 48 5% 0|8} 1000 | 300 130~150
1200 | 350 140~160
nk=l=>i, 680 200 130~160
T4 33U 1100 | 325 70~90
680 200 110~200

AHIQIEAY, F2

[Sti!inle|ss gte—le_l:] 820 240 60-180
600 180 80~120
EHEIY FH(FCD) 180 80~260
(Dutile Cast Iron) 260 130~240
3|FHE(FC) 160 150~280
(Cray Cast Iron) 250 90~280
= 130 150~280
ote F2 230 | 140~240
110 400~430
T2 et > 1% Pb 90 400~430
100 270~300

c2x W22 OI5 Syl AHOILE S Th0f| oot FLYO| IS0l Ll AFHC
« AT HEEA StAY o YT o] OFAE 0] Q=X 2l BHA 7| HERLICE

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION

26 I www.youngtool.co.kr
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RIB SERIES

» SKRB

» SKRE

» SKRE 2000R
» 4 SKRE

» SKRE 4000R




2L.I- El ||: I:II
LONG NECK RIB BALL END MILLS (2 FLUTES)

SKRB!

\l
_\'_
(o]
=2
134T
gl

¢ TISINZE HE2Z Lfat2 40 %#55‘-, S2AHIS A A5 (D)
& HRc50 0|4 12T Z & =2|ot= 2 TISIN g ﬂ m
o AU IxMEoz xHUIID Al OFYEO| X4 2|7} TS

o X

¢ Excellent wear-resistance due to TiSiN coating, and minimized /) R76
cutting edge chipping

4 Suitable for hardened and prehardened steels over HRc50
# Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

SKRB 000601 R 0.03X 0.1 0.1 - 40 4
p o) SKRB 000801 R 0.04 X 0.1 0.1 s 40 4
e SKRB 001003 R 0.05X0.3 40
(vs) SKRB 001005 R 0.05X 0.5 015 0.09 40 4
SKRB 00201 R0.1X1 40
(@) SKRB 002015 R0.1X15 03 0.18 40 4
Frl SKRB 00301 R0.15X 1 40
SKRB 003015 R0.15X 1.5 40
P ) SKRB 00302 R0.15X 2 04 027 40 é
— SKRB 00303 R0.15X3 40
m SKRB 00401 R0.2X 1 40
W SKRB 00402 R0.2X2 40
SKRB 00403 R0.2X3 0.4 0.36 40
SKRB 00404 R0.2X4 40
SKRB 00405 R0.2X5 40 4
SKRB 00502 R0.25X 2 45
SKRB 00503 R0.25X3 45
SKRB 00504 R 0.25X 4 0.4 0.45 45
SKRB 00506 R0.25X 6 45
SKRB 00508 R0.25X 8 45
SKRB 00602 R0.3X2 45
SKRB 00603 R03X3 45
SKRB 00604 R0O.3X4 45
SKRB 00605 R0.3X5 05 0.55 45 4
SKRB 00606 R0.3X6 45
SKRB 00608 R0.3X8 45
SKRB 00610 R0.3X10 45
SKRB 00802 RO.4X2 45
SKRB 00803 R0.4X3 45
SKRB 00804 RO.4X4 06 075 45 4
SKRB 00805 R0.4X5 45
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SKRB 2252
LONG NECK RIB BALL END MILLS (2 FLUTES)

o TSINZY HEOZ Unt240| $4510, SRAYS 52843, 0

* HRCE0 0l T2 3 ZelsiEg 7130 5% TISIN g % M

» TFY BANZR 2YUIIZ Y N0 X4} It5

¢ Excellent wear-resistance due to TiSiN coating, and minimized [
cutting edge chipping

4 Suitable for hardened and prehardened steels over HRc50

# Designed for stable dimensional control and hyper precision

machining with application of high precision tolerance

Model No.

SKRB 00806 R0.4X6 45
SKRB 00808 R0.4X8 0.6 0.75 45 4
SKRB 00810 R0.4X10 45
SKRB 01003 R0.5X3 45
SKRB 01004 R0.5X4 45
SKRB 01005 R0.5X5 45
SKRB 01006 R0.5X6 45
SKRB 01008 R0.5X8 45
SKRB 01010 R0.5X 10 0.8 0.95 45 4
SKRB 01012 R0.5X12 45
SKRB 01014 R0.5X 14 45
SKRB 01016 R0.5X16 45
SKRB 01018 R0.5X18 50
SKRB 01020 R 0.5X 20 50
SKRB 01206 R0.6X6 45
SKRB 01208 R 0.6 X8 1 1.15 45 4
SKRB 01210 R0.6X 10 45
SKRB 01212 R 0.6 X12 45
SKRB 01506 R0.75X 6 45
SKRB 01508 R0.75X8 45
SKRB 01510 R0.75X 10 45
SKRB 01512 R0.75X 12 12 1.45 45 4
SKRB 01514 R0.75X 14 45
SKRB 01516 R0.75X 16 45
SKRB 01518 R0.75X 18 50
SKRB 01520 R 0.75X 20 50
SKRB 01608 R0.8X8 13 155 45 4
SKRB 01612 R0.8X12 45
SKRB 02006 R1.0X6 45
SKRB 02008 R1.0X8 1.6 1.95 45 4
SKRB 02010 R1.0X10 45
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SKRB 22212
I LONG NECK RIB BALL END MILLS (2 FLUTES)

o TISINZE M2 Ljnt2 40| 245t
¢ HRcH0 0|4 TZ =4 9l Z2|51EZ

¢ Excellent wear-resistance due to TiSiN coating, and minimized D
cutting edge chipping .

4 Suitable for hardened and prehardened steels over HRc50

4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

. =
, 2 THO =h w
pSk=1
S e D 0 A 1
o 1¥Y SAHHECR 2YUILS I HFHQI X227t TS

Model No.
RXL2 L1 dd2 L @d(hé)
SKRB 02012 R1.0X12 45
SKRB 02014 R1.0X 14 45
x SKRB 02016 R1.0X16 45
et SKRB 02018 R1.0X18 1.6 1.95 50 4
w SKRB 02020 R1.0X20 50
SKRB 02025 R 1.0X 25 60
m SKRB 02030 R1.0X30 65
m SKRB 02512 R1.25X 12 45
SKRB 02516 R1.25X 16 45
x SKRB 02520 R 1.25 X 20 1.2 2.45 50 4
— SKRB 02525 R 1.25X 25 60
m SKRB 03008 R1.5X8 50
m SKRB 03010 R1.5X10 50
SKRB 03012 R15X12 50
SKRB 03014 R1.5X 14 50
SKRB 03016 R1.5X16 55
SKRB 03018 R15X18 2.4 2.86 55 6
SKRB 03020 R1.5X20 60
SKRB 03025 R1.5X25 65
SKRB 03030 R1.5X30 70
SKRB 03035 R1.5X35 75
SKRB 04010 R2.0X10 50
SKRB 04012 R2.0X12 50
SKRB 04014 R2.0X 14 50
SKRB 04016 R2.0X16 55
SKRB 04020 R2.0X20 3.2 3.86 60 6
SKRB 04025 R2.0X25 65
SKRB 04030 R2.0X30 70
SKRB 04035 R2.0X35 75
SKRB 04040 R 2.0 X 40 80
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|25 2|5 Agjo] HED

S KRE | LONG NECK RIB SQUARE END MILLS (2 FLUTES)

+ TISINZE MO R Lfnt240| 24511, IRELS 2453
# HR50 0|4 DA Y Z2|51EY J130f Mgt TISIN g t% S
o IXY IXAEOZ FHUIIE U OFYXO| X422 Tt Its 35

P78
£B ks

4 Excellent wear-resistance due to TiSiN coating, and minimized
cutting edge chipping

4 Suitable for hardened and prehardened steels over HRc50

4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

ol

¢d

CEEES Y x Ra% 223 &
Model No. ————
oDXL2 L1 Jd2 L
@ SKRE 000501 D0.05 X 0.1 0.1 - 40 4
@ SKRE 000601 D0.06 X 0.1 0.1 = 40 4
@ SKRE 000701 D0.07 X 0.1 0.1 - 40 4 m
@ SKRE 000801 D0.08 X 0.1 0.1 = 40 4 LIJ
@ SKRE 000901 D0.09 X 0.1 0.1 - 40 A
@ SKRE 001003 D0.1 X 0.3 015 0.09 40 . E
@ SKRE 001005 D0.1 X 0.5 : : 40
SKRE 00201 DO.2X 1 40 LLl
SKRE 002015 D0.2X1.5 0.3 0.18 40 4 m
SKRE 00202 D0.2 X2 40
SKRE 00301 D0.3X 1 40 m
SKRE 003015 D0.3X1.5 04 0.27 40 4 —
SKRE 00302 D0.3X?2 40 m
SKRE 00303 D0.3X 3 40
SKRE 00401 D0.4 X 1 40
SKRE 00402 D0.4 X 2 40
SKRE 00403 D0.4 X 3 0.5 0.36 40
SKRE 00404 D0.4 X 4 40
SKRE 00405 D0.4 X5 40 4
SKRE 00502 D0.5 X 2 45
SKRE 00504 D0.5 X 4 0.4 0.45 45
SKRE 00506 D0.5X 6 45
SKRE 00508 D0.5X 8 45
SKRE 00602 DO0.6 X 2 45
SKRE 00603 D0.6 X 3 45
SKRE 00604 DO0.6 X 4 45
SKRE 00605 D0.6 X5 0.7 0.55 45 4
SKRE 00606 D0.6 X 6 45
SKRE 00608 D0.6 X8 45
SKRE 00610 D0.6 X 10 45
SKRE 00704 D0.7 X 4 45
SKRE 00706 D0.7 X 6 0.8 0.65 45 4

@ A= New SizeRlUITH
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SKRE |22 2% 2=t
I LONG NECK RIB SQUARE END MILLS (2 FLUTES)

+ TISINZY HBOE YntR4o| L4511, HLHLS 5455
* HRe50 0|4 1252 U Za[5=2 7420 Xt TISIN g tg ‘\}\5!

¢ 1L SANHE2E 2JLUIIS & AFH A e2E| 7} TS

4 Excellent wear-resistance due to TiSiN coating, and minimized R78
cutting edge chipping W

4 Suitable for hardened and prehardened steels over HRc50
4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

SKRE 00708 D0.7 X 8 0.8 0.65 45 4
SKRE 00802 D0.8 X 2 45
SKRE 00803 DO0.8 X 3 45
SKRE 00804 D0.8 X 4 45
SKRE 00805 DO0.8 X 5 10 0.75 45 4
SKRE 00806 D0.8 X 6 45
SKRE 00808 DO.8 X 8 45
SKRE 00810 DO.8X 10 45
SKRE 01003 D1.0X3 45
SKRE 01004 D1.0X 4 45
SKRE 01005 D1.0X5 45
SKRE 01006 D1.0X 6 45
SKRE 01008 D1.0X8 45
SKRE 01010 D1.0X 10 12 0.95 45 4
SKRE 01012 DI.OX 12 45
SKRE 01014 DI.0X 14 45
SKRE 01016 D1.0X 16 45
SKRE 01018 D1.0X 18 50
SKRE 01020 D1.0 X 20 60
SKRE 01206 D1.2X 6 45
SKRE 01208 D1.2X8 - s 45 .
SKRE 01210 D1.2X 10 45
SKRE 01212 D1.2X 12 45
SKRE 01506 D1.5X 6 45
SKRE 01508 D1.5X8 45
SKRE 01510 D1.5X 10 45
SKRE 01512 D1.5X 12 45
SKRE 01514 D1.5X 14 18 1.45 45 4
SKRE 01516 D1.5X 16 45
SKRE 01518 D1.5X 18 50
SKRE 01520 D1.5 X 20 50

32 I www.youngtool.co.kr



SKRE |22 2% 2=t
| LONG NECK RIB SQUARE END MILLS (2 FLUTES)

¢ TISINZE HEOZ LYAtZH0| R4otll, LREY S | 43516 (D]
o HRo50 0|4 IAEZH U ma|stE2t 720 =gt TISIN g w l\}\s‘°

+ 13 3AHgoz 2YUNB U 9

4 Excellent wear-resistance due to TiSiN coating, and minimized W F78
cutting edge chipping

4 Suitable for hardened and prehardened steels over HRc50
4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

o
]
e
S
5
Bl
)
N
N
oir

SKRE 02006 D2.0X 6 45
SKRE 02008 D2.0X 8 45 U)
SKRE 02010 D2.0X 10 45 L
SKRE 02012 D2.0X 12 45 Rl
SKRE 02014 D2.0X 14 45

SKRE 02016 D2.0X 16 2.5 1.95 45 4 o
SKRE 02018 D2.0X 18 50 LLl
SKRE 02020 D2.0 X 20 50 Ty
SKRE 02025 D2.0 X 25 60

SKRE 02030 D2.0X 30 65 m
SKRE 03008 D3.0X 8 50 p—
SKRE 03010 D3.0X 10 50 m
SKRE 03012 D3.0X 12 50

SKRE 03014 D3.0 X 14 50

SKRE 03016 D3.0X 16 55

SKRE 03018 D3.0X 18 3.5 2.86 55 6

SKRE 03020 D3.0 X 20 60

SKRE 03025 D3.0 X 25 65

SKRE 03030 D3.0 X 30 70

SKRE 03035 D3.0 X 35 75

SKRE 04010 D4.0 X 10 50

SKRE 04012 D4.0X 12 50

SKRE 04016 D4.0X 16 55

SKRE 04020 D4.0 X 20 L5 - 60 .

SKRE 04025 D4.0 X 25 : : 60

SKRE 04030 D4.0 X 30 70

SKRE 04035 D4.0 X 35 70

SKRE 04040 D4.0 X 40 80
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SKRE 2000R | e svestnmeomss
| LONG NECK CORNER RADIUS END MILLS [2 FLUTES)

* TSNZE HEOE Y02yl 94511, SLELS 5483, D
 HRc55 0|4 D& T w4k & “Elﬁf%é S Cjdeh A A& Tts TISIN g % M
+ 1YY RO 2YUIT Y WFHO A LSBT} s
o OJMX|T 9X|2 Q5 Clorst AR ML A\W f’\_ P81
4 Excellent wear-resistance due to TiSiN coating, and minimized 35° R

cutting edge chipping

4 Suitable for various workpieces such as harened and prehardened
steels over HRcb55

¢ Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance

4 Apply various corner R to prevent micro-chipping

R ¢d2
P e — I

eE'= ST ;

SKRE 2004R005-01 1 40
SKRE 2004R005-02 2 40
E oKRE 2004R005.03 | D0-4 X R0.05 0.5 3 0.36 20
(0 1) SKRE 2004R005-04 4 40 A
SKRE 2004R01-01 1 40
SKRE 2004R01-02 2 40
% SKRE 2004R01-03 P04 XRO-1 0 3 036 40
SKRE 2004R01-04 4 40
P ) SKRE 2005R005-01 1 45
— SKRE 2005R005-02 2 45
m SKRE 2005R005-03 | DO0.5 X R0.05 0.6 3 0.45 45
) SKRE 2005R005-04 4 45
SKRE 2005R005-06 6 45
SKRE 2005R01-01 1 45 4
SKRE 2005R01-02 2 45
SKRE 2005R01-03 D0.5 X RO.1 0.6 3 0.45 45
SKRE 2005R01-04 4 45
SKRE 2005R01-06 6 45
SKRE 2006R005-02 2 45
SKRE 2006R005-03 3 45
KRE 2006R005.04 | D0-6 X RO.05 0.7 . 0.55 i
SKRE 2006R005-06 6 45
SKRE 2006R01-02 2 45 4
SKRE 2006R01-03 3 45
SKRE 2006R01-0 D0.6 X RO.1 0.7 . 0.55 i
SKRE 2006R01-06 6 45
SKRE 2006R02-04 4 45
SKRE 2006R02.05 D0.6 X R0.2 0.7 : 0.55 i 4
SKRE 2008R005-02 2 45
SKRE 2008R005-04 | D0.8 X R0.05 1 4 0.75 45 4
SKRE 2008R005-06 6 45

34 I www.youngtool.co.kr



SKRE 2000R |5 e soeinmeomss
| LONG NECK CORNER RADIUS END MILLS [2 FLUTES)

* TSNZE HEOE 02yl 94511, SLELS 5283, D
o HRoS5 014 I mla} o 2SS £ clerst 1A 48 Jts TISIN g % M
¢ 13Y BxiHgOE WU U ARl X2t
* DIHA|E RIS 93 ks THR K E Y (& P81
4 Excellent wear-resistance due to TiSiN coating, and minimized 35° R

cutting edge chipping

4 Suitable for various workpieces such as harened and prehardened
steels over HRcb55

4 Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance

4 Apply various corner R to prevent micro-chipping

R ¢d2
P e — I

EE'= ST ;

@DXR

SKRE 2008R005-08 D0.8 X R0.05 1 8 0.75 45

SKRE 2008R01-02 2 45 m
SKRE 2008R01-04 D0.8 X RO.1 1 4 0.75 45 |.|.|
SKRE 2008R01-06 6 45 f—
SKRE 2008R01-08 8 45 4 m
SKRE 2008R02-02 2 45

SKRE 2008R02-04 D0.8 X RO.2 : 4 075 45 LLl
SKRE 2008R02-06 6 45 m
SKRE 2008R02-08 8 45

SKRE 2010R005-04 4 45 m
SKRE 2010R005-06 6 45 —
SKRE 2010R005-08 D1 X R0.05 1.2 8 0.95 45 m
SKRE 2010R005-10 10 45

SKRE 2010R005-12 12 45

SKRE 2010R01-04 4 45

SKRE 2010R01-06 6 45

SKRE 2010R01-08 D1XRO0.1 1.2 8 0.95 45

SKRE 2010R01-10 10 45

SKRE 2010R01-12 12 45

SKRE 2010R02-04 4 45 4

SKRE 2010R02-06 6 45

SKRE 2010R02-08 D1 X R0.2 1.2 8 0.95 45

SKRE 2010R02-10 10 45

SKRE 2010R02-12 12 45

SKRE 2010R03-04 4 45

SKRE 2010R03-06 6 45

SKRE 2010R03-08 D1XR0.3 1.2 8 0.95 45

SKRE 2010R03-10 10 45

SKRE 2010R03-12 12 45

SKRE 2012R01-04 4 45

KRE 2012R01-06 D1.2 X RO.1 1.5 s 1.15 i 4
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SKRE 2000 | 2L 2|B A YC|SLA dlcd
| LONG NECK CORNER RADIUS END MILLS (2 FLUTES)

¢ TISINZE HE2 2 fOt2 40| R0t R HE S 2| 4ste D]

* HReS5 014 1 T4 9 Z2lsiEZ S kst TA N Jks TISIN g E tﬁ

+ IFY BRNZoR 2FUIIZ Y QO A4+ U2T}It5

* DIMAIE YRS 98 Ci¥st THR XS wic 1

4 Excellent wear-resistance due to TiSiN coating, and minimized 35° % %
cutting edge chipping

4 Suitable for various workpieces such as harened and prehardened
steels over HRcb55

4 Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance

4 Apply various corner R to prevent micro-chipping

Model No.
o@DXR L L2 d2 L @d(hé)
SKRE 2012R01-08 8 45
x SKRE 2012R01-10 D1.2 X RO.1 1.5 10 1.15 45
— SKRE 2012R01-12 12 45
(0 1) SKRE 2012R02-04 4 45 4
SKRE 2012R02-06 6 45
()] SKRE 2012R02-08 D1.2X R0.2 1.5 8 1.15 45
m SKRE 2012R02-10 10 45
SKRE 2012R02-12 12 45
P ) SKRE 2012R03-04 4 45
— SKRE 2012R03-06 6 45
m SKRE 2012R03-08 D1.2X R0.3 1.5 8 1.15 45
7)) SKRE 2012R03-10 10 45
SKRE 2012R03-12 12 45
SKRE 2015R01-04 4 45
SKRE 2015R01-06 6 45
SKRE 2015R01-08 D1.5 X RO.1 1.8 8 1.45 45
SKRE 2015R01-10 10 45
SKRE 2015R01-12 12 45 4
SKRE 2015R02-04 4 45
SKRE 2015R02-06 6 45
SKRE 2015R02-08 D1.5 X R0.2 1.8 8 1.45 45
SKRE 2015R02-10 10 45
SKRE 2015R02-12 12 45
SKRE 2015R03-04 4 45
SKRE 2015R03-06 6 45
SKRE 2015R03-08 D1.5X R0.3 1.8 8 1.45 45
SKRE 2015R03-10 10 45
SKRE 2015R03-12 12 45
SKRE 2020R01-06 6 45
SKRE 2020R01-08 D2 X RO.1 2.5 8 1.95 45 4
SKRE 2020R01-10 10 45
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SKRE 2000 12z 2|2 3 g c| A U
| LONG NECK CORNER RADIUS END MILLS (2 FLUTES)

o TiISINZE Hgoz Lfnt2 40| 245110, YRS & Aste D]

* HRe55 014 T2 TAX| % Z2|SIEZ S CIYst TAK M8 Tt TISIN g % M

o DY TANBOR XHUIIR U QYO X 42| 7} It

* DHXIB YRS 98 CiYst TUR NS wic P8t

4 Excellent wear-resistance due to TiSiN coating, and minimized 35° % ﬁ
cutting edge chipping

4 Suitable for various workpieces such as harened and prehardened
steels over HRc55
4 Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance
4 Apply various corner R to prevent micro-chipping R $d,

SKRE 2020R01-12 12 45
SKRE 2020R01-16 D2XRO-1 23 16 195 50 V)
SKRE 2020R02-06 6 45 L
SKRE 2020R02-08 8 45 o
SKRE 2020R02-10 D2 X RO.2 2.5 10 1.95 45 o’
SKRE 2020R02-12 12 45

SKRE 2020R02-16 16 50 LLl
SKRE 2020R03-06 6 45 W
SKRE 2020R03-08 8 45

SKRE 2020R03-10 D2 X R0.3 25 10 1.95 45 m
SKRE 2020R03-12 12 45 4 o
SKRE 2020R03-16 16 50 Y
SKRE 2020R05-06 6 45

SKRE 2020R05-08 8 45

SKRE 2020R05-10 D2 X RO.5 2.5 10 1.95 45

SKRE 2020R05-12 12 45

SKRE 2020R05-16 16 50

SKRE 2025R02-10 10 45

SKRE 2025R02-16 D2.5XR0.2 3 16 045 50

SKRE 2025R03-10 10 45

SKRE 2025R03-16 D2.5XR0.3 16 50

SKRE 2030R01-10 10 50

SKRE 2030R01-12 D3 X RO.1 . 12 . 50

SKRE 2030R01-16 16 55

SKRE 2030R01-20 20 60

SKRE 2030R02-10 10 50 .

SKRE 2030R02-12 03 % RO . 12 . 50

SKRE 2030R02-16 16 55

SKRE 2030R02-20 20 60

SKRE 2030R03-10 10 50

SKRE 2030R03-12 D3XRO.3 35 12 29 50
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SKRE 2000 |ZE EIE iL-l Eﬂl:l-rﬁ OIiIEE
| LONG NECK CORNER RADIUS END MILLS (2 FLUTES)
¢ TISINZY HECZ LYNtZM0| L46tyl, LEEIZ £ a51e | D |
# HRC55 0|4 T4 E WAy U Z2|5tE2 S Cfdh DA X2 Jts TISIN g ﬂ Eﬁ
o 1FYU ZAHROZ FHUILZ U OFHEOI x| 42| 7} 7}

o
* DHAIE YRS 9B Cis THR K N (& &
4 Excellent wear-resistance due to TiSiN coating, and minimized 35° R

cutting edge chipping

4 Suitable for various workpieces such as harened and prehardened
steels over HRc55

4 Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance

4 Apply various corner R to prevent micro-chipping

R $d.
S "D_I%C:F I

IS EEEET,

Model No.
ZDXR L Lo 2d: L @dlhé)
SKRE 2030R03-16 16 55
3.5 2.9
x SKRE 2030R03-20 D3 XR03 20 60
— SKRE 2030R05-10 10 50
(0 1) SKRE 2030R05-12 D3 X RO5 35 12 29 50
SKRE 2030R05-16 16 55 5
()] SKRE 2030R05-20 20 60
m SKRE 2030R10-10 10 50
SKRE 2030R10-12 D3 X R1 35 12 29 50
P ) SKRE 2030R10-16 16 55
— SKRE 2030R10-20 20 60
m SKRE 2040R01-12 12 50
SKRE 2040R01-16 16 55
4.5 3.9
n SKRE 2040R01-20 DAXRO 20 60
SKRE 2040R01-25 25 65
SKRE 2040R02-12 12 50
SKRE 2040R02-16 16 55
4.5 3.9
SKRE 2040R02-20 DaXRO2 20 60
SKRE 2040R02-25 25 65
SKRE 2040R03-12 12 50 6
SKRE 2040R03-16 16 55
4.5 3.9
SKRE 2040R03-20 DAXRO3 20 60
SKRE 2040R03-25 25 65
SKRE 2040R05-12 12 50
SKRE 2040R05-16 D4 X ROL5 45 16 3.9 55
SKRE 2040R05-20 20 60
SKRE 2040R05-25 25 65
SKRE 2040R10-12 12 50
SKRE 2040R10-16 D4 X R 45 16 3.9 55 6
SKRE 2040R10-20 20 60
SKRE 2040R10-25 25 65
SKRE 2050R02-15 D5 X RO.2 6 15 4.9 60 6

38 I www.youngtool.co.kr



SKRE 2000R |22 22 2u acie2 ac
| LONG NECK CORNER RADIUS END MILLS (2 FLUTES)

© TISINZY HE2Z YHZY0| R45td, ERHES 2|45t (D]
@ HRc55 0l¢f DF & mA & ZE2[5l=2 & et mAM HE Jts TISIN g % M
o 1™Y _T'_;(|.7t49.oi ZHUIIZ U oMY EO| x| 4127} THs
o DINXE YX S 9Ie CHfet ZHR HE awlck P81
4 Excellent wear-resistance due to TiSiN coating, and minimized 35°

cutting edge chipping
4 Suitable for various workpieces such as harened and prehardened

steels over HRcb55

4 Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance
+ Apply various corner R to prevent micro-chipping

R #d,
P e — I

e — ST |

42 « 2 TR R ETE

L2 Dd2 L

@DXR L1 @d(hé)
SKRE 2050R02-25 D5 X R0.2 6 25 4.9 60
SKRE 2050R05-15 15 60
SKRE 2050R05-25 DS XROS é 25 4.9 60 6
SKRE 2050R10-15 15 60
SKRE 2050R10-25 DS XRI é 25 4.9 60
SKRE 2060R01-20 D6 X RO.1 20 60
SKRE 2060R02-20 D6 X R0.2 20 60
SKRE 2060R03-20 D6 X R0.3 7 20 58 60 6
SKRE 2060R05-20 D6 XR0.5 20 ’ 60
SKRE 2060R10-20 D6 X R1 20 60
SKRE 2060R15-20 D6 XR1.5 20 60
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4 SKRE 243422202
| LONG NECK RIB SQUARE END MILLS (4 FLUTES)

¢ TISINZE HE2z Lfnt2 40| R45t1, YREE S 2 Aotg D | Fanw
+ HRc55 014 D E WAy U Z2|stEZ S st m A H8 7t TISIN -1)' S5z j 35°

= |
+ IBY FAYGOZ FYUIIZ U 9T A2 B2A% 5

P78
¢ Excellent wear-resistance due to TiSiN coating, and minimized W
cutting edge chipping.

4 Suitable for various workpieces such as hardened and prehardened
steels over HRcbh5
4 Designed for stable dimensional control and hyper precision machining

with application of high precision tolerance. g

{
s
S #D| TR
L1
L2
L

gd

EFTE 43 x 583
4SKRE 01003 D1.0X3 45
x 4SKRE 01004 D1.0X 4 45
— 4SKRE 01006 D1.0X6 1.2 0.95 45 4
(0 1) 4SKRE 01008 D1.0X8 45
4SKRE 01010 D1.0X 10 45
()] 4SKRE 01012 D1.0X 12 45
Frl 4SKRE 01504 D1.5X 4 45
4SKRE 01506 D1.5X6 45
P ) 4SKRE 01508 D1.5X8 8 s 45 .
— 4SKRE 01510 D1.5X 10 ' ' 45
m 4SKRE 01512 D1.5X 12 45
7)) 4SKRE 01516 D1.5X 16 50
4SKRE 02006 D2.0X 6 45
4SKRE 02008 D2.0X8 45
4SKRE 02010 D2.0X 10 2.5 1.95 45 4
4SKRE 02012 D2.0X 12 45
4SKRE 02016 D2.0X 16 50
4SKRE 03008 D3.0X 8 50
4SKRE 03010 D3.0X 10 50
4SKRE 03012 D3.0X 12 3.5 2.86 50 6
4SKRE 03016 D3.0X 16 60
4SKRE 03020 D3.0 X 20 60
4SKRE 04010 D4.0X 10 50
4SKRE 04012 D4.0X 12 50
4SKRE 04016 D4.0X 16 55
4SKRE 04020 D4.0 X 20 4.5 3.86 55 6
4SKRE 04025 D4.0 X 25 60
4SKRE 04030 D4.0 X 30 65
4SKRE 04040 D4.0 X 40 75
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4 SKRE 24322202
| LONG NECK RIB SQUARE END MILLS (4 FLUTES)

© TISINZE HE2=Z Lfnt2go| 245t1, LR EES F A0, D Fanw
¢ HRcb5 0| TFE mAM & Z2|5l=2 S et LA HE Tts TISIN .0 35

S |
¢ I8 SAHESR 2JUINS ¥ HFHL X 4227} IS

P.78
4 Excellent wear-resistance due to TiSiN coating, and minimized W
cutting edge chipping.

4 Suitable for various workpieces such as hardened and prehardened
steels over HRc55

« Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance.

#de2

4SKRE 06020 D6.0 X 20 60
4SKRE 06030 D6.0 X 30 50 - 75 . 7))
4SKRE 06040 D6.0 X 40 80 L
4SKRE 06050 D6.0 X 50 90 d
4SKRE 08020 D8.0 X 20 65 oY
4SKRE 08030 D8.0 X 30 10.0 7.8 80 8

4SKRE 08040 D8.0 X 40 100 LLl
4SKRE 10030 D10.0 X 30 70 )
4SKRE 10040 D10.0 X 40 15.0 9.8 90 10

4SKRE 10060 D10.0 X 60 110 m
4SKRE 12040 D12.0 X 40 80 —
4SKRE 12050 D12.0 X 50 18.0 118 100 12 Y
4SKRE 12060 D12.0 X 60 110

/& BOOYOUNG
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SKRE 4000R | memcancoons:
| LONG NECK RIB CORNER RADIUS END MILLS (4 FLUTES)

o TISINZE M8OZ Lynt2 0| 24511, HRELS 2| 4515 D]
© HRc55 0|4 TZAE mARY U Z2|st=7t S CRkst DA X8 Jts TISIN % t:;ﬁ
o IXU ZRNMEOR FXHUJIZ A OFYXO| X422 Tt It

=

o
* OIMXIZ YRS 95t Ciyst TR XS AW f\_ Rz
¢ Excellent wear-resistance due to TiSiN coating, and minimized 35° R

cutting edge chipping

4 Suitable for various workpieces such as hardened and
prehardened steels over HRc55

¢ Designed for stable dimensional control and hyper precision

. . - . . R — #d
machining with application of high precision tolerance j:v ’

4 Apply various corner R to prevent micro-chipping 4D

SN
G BREN
L2
L
EFEES CEEELEE EECE EECE

@DXR @d(hé)

#d

SKRE 4010R01 - 04 4 45
o) SKRE 4010R01 - 06 1X RO 1.2 6 0.95 45
~ SKRE 4010R01 - 08 8 45
o SKRE 4010R02 - 04 4 45
SKRE 4010R02 - 06 1XR0.2 1.2 6 0.95 45 4
wn SKRE 4010R02 - 08 8 45
SKRE 4010R03 - 04 4 45
m SKRE 4010R03 - 06 1XR0.3 1.2 6 0.95 45
v SKRE 4010R03 - 08 8 45
~ SKRE 4015R01 - 06 6 45
SKRE 4015R01 - 08 8 45
m e 15X RO.1 18 = 1.45 =
(p) SKRE 4015R01 - 12 12 45
SKRE 4015R02 - 06 6 45
SKRE 4015R02 - 08 8 45
SKRE 4015R02 - 10 1.5XR0.2 1.8 10 1.45 45 4
SKRE 4015R02 - 12 12 45
SKRE 4015R03 - 06 6 45
SKRE 4015R03 - 08 8 45
SKRE 4015R03 - 10 1.5XR0.3 18 10 1.45 45
SKRE 4015R03 - 12 12 45
SKRE 4020R01 - 06 6 45
SKRE 4020R01 - 08 8 45
SKRE 4020R01 - 10 2 X RO.1 25 10 1.95 45
SKRE 4020R01 - 12 12 45
SKRE 4020R01 - 16 16 50 4
SKRE 4020R02 - 06 6 45
SKRE 4020R02 - 08 8 45
SKRE 4020R02 - 10 2 X R0.2 25 10 1.95 45
SKRE 4020R02 - 12 12 45
SKRE 4020R02 - 16 16 50
SKRE 4020R03 - 06 2XR0.3 25 6 1.95 45 4
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SKRE 4000 |4 2|2 3 C|2A dEY
| LONG NECK RIB CORNER RADIUS END MILLS (4 FLUTES)

¢ TISINZE HE2Z Nt2g0| 24511, SR EHES F 201 5 FLo)
+ HRoS5 0|4 1A T I AX| I Z2(6l= S Cet IAX| X8 It TISIN 1}
+ DY BAHOE 2BUIB 9 PRl XA B2} s

o DJMXIT XS Y3 CIE AUR RS awfe P82
¢ Excellent wear-resistance due to TiSiN coating, and minimized 35° R

cutting edge chipping

4 Suitable for various workpieces such as hardened and
prehardened steels over HRc55

4 Designed for stable dimensional control and hyper precision R ~ gde
machining with application of high precision tolerance N

4 Apply various corner R to prevent micro-chipping T

SKRE 4020R03 - 08 8 45
SKRE 4020R03 - 10 10 45

SKRE 4020R03 - 12 2XR03 25 12 1.95 45 m
SKRE 4020R03 - 16 16 50 el
SKRE 4020R05 - 06 6 45 4 oY
SKRE 4020R05 - 08 8 45

SKRE 4020R05 - 10 2 X RO.5 25 10 1.95 45 LLl
SKRE 4020R05 - 12 12 45 T,
SKRE 4020R05 - 16 16 50

SKRE 4030R01 - 08 8 50 m
SKRE 4030R01 - 10 10 50 o
SKRE 4030R01 - 12 3 X RO.1 35 12 2.9 50 o
SKRE 4030R01 - 16 16 55

SKRE 4030R01 - 20 20 60

SKRE 4030R02 - 08 8 50

SKRE 4030R02 - 10 10 50

SKRE 4030R02 - 12 3X R0.2 35 12 2.9 50 6

SKRE 4030R02 - 16 16 55

SKRE 4030R02 - 20 20 60

SKRE 4030R03 - 08 8 50

SKRE 4030R03 - 10 10 50

SKRE 4030R03 - 12 3XR03 35 12 2.9 50

SKRE 4030R03 - 16 16 55

SKRE 4030R03 - 20 20 60

SKRE 4030R05 - 08 8 50

SKRE 4030R05 - 10 10 50

SKRE 4030R05 - 12 3XR0.5 35 12 2.9 50

SKRE 4030R05 - 16 16 55 6

SKRE 4030R05 - 20 20 60

SKRE 4030R10 - 08 8 50

SKRE 4030R10 - 10 3XRI.0 35 10 2.9 50

SKRE 4030R10 - 12 12 50
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SKRE 4000R [ 22243052 o=
I LONG NECK RIB CORNER RADIUS END MILLS (4 FLUTES)

+ TSNZE H8o2 Uni24o| 94511, HEEYS H2 58, 1 (O
+ HRoS5 0|4 1A T I AX| 4 Z2(6lSY S CIUet TAK| HE It TISIN 1}

+ IRY ZAHEO R 2YUIZ o X|42207} b5

* DHXIB YR S 23 iyt BR

P.82
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4 Excellent wear-resistance due to TiSiN coating, and minimized 35° R

cutting edge chipping

4 Suitable for various workpieces such as hardened and
prehardened steels over HRc55

4 Designed for stable dimensional control and hyper precision R ~ gde
machining with application of high precision tolerance $

4 Apply various corner R to prevent micro-chipping

gD ]

#d

T e— L
" —— L

EFRE 43 » 211 #a%

wero. T S S N
L2 @d2 L

JDXR L1 @d(hé)
SKRE 4030R10 - 16 16 55
x SKRE 4030R10 - 20 3XRO1 35 20 2.9 60 6
— SKRE 4040R01 - 10 10 50
w SKRE 4040R01 - 12 12 50
SKRE 4040R01 - 16 4 X RO.1 45 16 3.9 55
m SKRE 4040R01 - 20 20 60
SKRE 4040R01 - 25 25 60
I11 SKRE 4040R02 - 10 10 50
x SKRE 4040R02 - 12 12 50 6
— SKRE 4040R02 - 16 4XR0.2 45 16 3.9 55
m SKRE 4040R02 - 20 20 60
m SKRE 4040R02 - 25 25 60
SKRE 4040R03 - 10 10 50
SKRE 4040R03 - 12 12 50
SKRE 4040R03 - 16 4XR0.3 45 16 3.9 55
SKRE 4040R03 - 20 20 60
SKRE 4040R03 - 25 25 60
SKRE 4040R05 - 10 10 50
SKRE 4040R05 - 12 12 50
SKRE 4040R05 - 16 4XR0.5 45 16 3.9 55
SKRE 4004R05 - 20 20 60
SKRE 4040R05 - 25 25 60 6
SKRE 4040R10 - 10 10 50
SKRE 4040R10 - 12 12 50
SKRE 4040R10 - 16 4XRI1 45 16 3.9 55
SKRE 4040R10 - 20 20 60
SKRE 4040R10 - 25 25 40
SKRE 4060R02 - 20 6 X R0.2 20 60
SKRE 4060R03 - 20 6 XR0.3 20 60
SKRE 4060R05 - 20 6 XR0.5 7 20 5.8 60 6
SKRE 4060R10 - 20 6 X R1 20 60
SKRE 4060R15 - 20 6XR15 20 60
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SKB 2000 2=
| 2F BALLEND MILLS (2 FLUTES)

¢ TISINZE H82= LYAtEY0| L7

3, U2 RS 5258 D)
o HR55 014 12 TAIK| ¥ Z2[5lS2 S Citst DA X2 Jls TISIN g E m
» 1TY BANGOR FYUIT Y QYR A2 BT} It

. . L _ P7
¢ Excellent wear-resistance due to TiSiN coating, and minimized & % &

cutting edge chipping

4 Suitable for various workpieces such as hardened and prehardened
steels over HRc55

4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

o~

#D I IE Type A
U(‘—’<U—>'—2 L
S
| 538 | s¥d | 9 &
Model No. —---
@d(hé)

SKB 20006 R0.03 0.1 - - 40 4
SKB 20008 R0.04 0.1 - - 40 4
SKB 2001 R0.05 0.15 - - 40 4
SKB 2002 RO.1 0.3 - - 40 4
SKB 2003 R0O.15 0.4 - - 40 4
SKB 2004 RO.2 0.4 - - 40 4
SKB 2005 R0.25 0.9 - - 50 4
SKB 2006 RO.3 1.2 - - 50 4
SKB 2008 RO.4 1.5 - - 50 6
SKB 2010 RO.5 2 - - 50 6
SKB 2015 R0.75 4 - - 50 6
SKB 2020 R1.0 5 - - 60 6
SKB 2025 R1.25 6 - - 60 b
SKB 2030-S3 R1.5 8 - - 60 3
SKB 2030 R1.5 8 - - 60 b
SKB 2035 R1.75 8 - - 60 6
SKB 2040-S4 R2.0 8 - - 60 4
SKB 2040 R2.0 8 - - 70 [
SKB 2050 R2.5 10 - - 80 6
SKB 2060 R3.0 12 22 5.8 90 [
SKB 2080 R4.0 14 24 7.8 100 8
SKB 2100 R5.0 18 30 9.8 100 10
SKB 2120 R6.0 22 32 11.8 110 12
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SHORT BALL END MILLS (2 FLUTES)

¢ TISINZE HE2 2 fat240| R45t1, §RHE S &[43t8 (D)
¢ HReB5 0|4 1T A Y Z2|54E2 S Chyst Dl AR M & JThs TISIN g % M
¢ 1XY ZAXMEOR £HWUIIZ U OFHAO| X212 7} Ibs
* B2 Y20 Hgo2 147120 33} 5 o
¢ Excellent wear-resistance due to TiSiN coating, and minimized

cutting edge chipping

4 Suitable for various workpieces such as hardened and prehardened
steels over HRcb55

4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance D I

4 Suitable for high speed machining due to short flute f Lo

$d.
?_ #0 [ Type B
. : a .

eies | N 2 | & 8 | f5% | EKEXE

ModelNo -—-—-—-

-
&
]

#d

Type A

B

Oﬂ

@d(hé)
SKBS 2010 RO0.5 1.0 1 25 0.95 50 6
SKBS 2015 R 0.75 1.5 1.5 3.8 1.45 50 6
SKBS 2020 R1.0 2.0 2 6 1.95 50 6
SKBS 2025 R 1.25 2.5 2.5 6 2.4 50 6
SKBS 2030 R 1.5 3.0 3 8 2.9 50 6
SKBS 2035 R 1.75 3.9 5 10 3.4 50 6
SKBS 2040 R 2.0 4.0 5 10 3.9 50 6
SKBS 2050 R2.5 5.0 6 12 4.9 50 6
SKBS 2060 R 3.0 6.0 7 15 5.8 60 6
SKBS 2080 R4.0 8.0 10 20 7.7 60 8
SKBS 2100 R 5.0 10.0 12 25 9.7 70 10
SKBS 2120 R 6.0 12.0 14 30 11.7 80 12
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SKBS 3000 |35 s
| SHORT BALL END MILLS (3 FLUTES)

o TISNZY 802 Lnim4o| 24511, UEHYS 548, D)
@ HReH5 0| DF = T4 & Z2 3?570 S tdst WA HE s TISIN g % M
o 1HY X202 AHUJIZ U QHEAO| X| AR 7} It

* 5553 Flutes ME| 472 158 7180| 7t5 5 <
# Excellent wear-resistance due to TiSiN coatlng, and minimized

cutting edge chipping

4 Suitable for various workpieces such as hardened and prehardened
steels over HRc55

# Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

# Suitable for highly efficient machining due to unique design of 44y T
3 Flutes center #D | I lJE Type A
R L
< |
40 | 2 TypeB
I i .

TEEE

Model No.
R gD L L2 @d2 L @d(hé)
SKBS 3030 R 1.5 3 5 10 2.9 50 6
SKBS 3040 R 2.0 4.0 5 10 3.9 50 6
SKBS 3060 R 3.0 6.0 7 15 5.8 60 6
SKBS 3080 R 4.0 8.0 10 20 7.7 60 8
SKBS 3100 R 5.0 10.0 12 25 9.7 70 10
SKBS 3120 R 6.0 12.0 15 30 11.7 80 12
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SKBW 2000 [25 Sov.c
| BALL END MILLS (2 FLUTES)

¢ TISINZE HESZ LINt2g0] 4otl, HFEES F A0, (D)
* HReS5 0|4 TS IAM U Z2|5tEY § Cret AN X8 Jts TISIN g % M
¢ 18 _?_;;|.x-lﬂo§ AHUIID U OPHFOl K| AR T} TS

o ZMBZS Q515 HEA MR 3 P77
¢ Excellent wear-resistance due to TiSiN coating, and minimized w

cutting edge chipping

4 Suitable for various workpieces such as hardened and prehardened
steels over HRc55

¢ Designed for stable dimensional control and hyper precision
machining with application of high precision toleranc

¢ 15° helix is applied for reinforcement of hardness

SKBW 2030 R1.5 4.5 50 6
SKBW 2040 R2.0 6 50 6
SKBW 2050 R2.5 7.5 60 6
SKBW 2060 R3.0 9 60 6
SKBW 2080 R4.0 12 65 8
SKBW 2100 R5.0 15 70 10
SKBW 2120 Ré6.0 18 80 12
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SQUARE SERIES

> SKE 2000
» SKE 4000
» SKEL 2000
» SKEL 4000




SKE 2000 |22 2% 2=2
| SQUARE END MILLS (2 FLUTES)

* TISNZE Ho2 il 2451, 42U 52313 ) ()
0HR0550|“"745EI“XH el uEléf% S CiYs DAY HE Jts TISIN g
PR ol x| 2 12| 7} 7S -0.012

P79
* Excellent wear-resistance due to TiSiN coating, and minimized W
cutting edge chipping

# Suitable for various workpieces such as hardened and
prehardened steels over HRc55

¢ Designed for stable dimensional control and hyper

precision machining with application of high precision

tolerance

an

)
n
o
o
N

SKE 20005 0.05 0.1 40 4
(0p) SKE 20006 0.06 0.1 40 4
o SKE 20007 0.07 0.1 40 4
SKE 20008 0.08 0.15 40 4
C SKE 20009 0.09 0.15 40 4
> SKE 2001 0.1 0.15 40 4
SKE 2002 0.2 0.3 40 4
P v SKE 2003 0.3 0.4 40 4
m SKE 2004 0.4 0.6 40 4
SKE 2005 05 i 45 4
(0p) SKE 2006 0.6 1.2 45 4
B SKE 2007 0.7 1.4 45 4
SKE 2008 0.8 1. 45 4
v SKE 2009 0.9 2 45 4
— SKE 2010 1.0 3 45 6
m SKE 2012 1.2 4 45 6
1)) SKE 2015 1.5 4 45 6
SKE 2020 2.0 6 45 6
SKE 2025 2.5 8 50 6
SKE 2030 3.0 10 50 6
SKE 2035 3.5 10 50 6
SKE 2040-54 4.0 10 55 4
SKE 2040 4.0 12 55 6
SKE 2045 45 15 55 6
SKE 2050 5.0 15 55 6
SKE 2060 6.0 15 55 6
SKE 2070 7.0 20 65 8
SKE 2080 8.0 20 65 8
SKE 2090 9.0 25 70 10
SKE 2100 10.0 25 70 10
SKE 2120 12.0 30 80 12
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SKE 4000 | = 2% 2=2
| SQUARE END MILLS (4 FLUTES)

* TSINZE M2 Lot=yo| 4511, FEYS 5| 25/8 D | Fany
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¢ Excellent wear-resistance due to TiSiN coating, and minimized cutting edge chipping

# Suitable for various workpieces such as hardened and prehardened
steels over HRc55

4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

@ 4 Flutes improve work efficiency |

Model No.
SKE 4010 1.0 3 45 4
SKE 4010-Sé 1.0 3 45 6 (n
SKE 4015 15 4 45 4 LL
SKE 4015-S6 15 4 45 6 —
SKE 4020 2.0 6 45 6 m
SKE 4025 25 8 50 6
SKE 4030 3.0 10 50 6 LLl
SKE 4035 35 10 50 6 m
SKE 4040-S4 4.0 10 55 4
SKE 4040 4.0 12 55 6 LLl
SKE 4045 45 15 55 6 m
SKE 4050 5.0 15 55 6
SKE 4060 6.0 15 55 6 <
SKE 4080 8.0 20 65 8 :
SKE 4100 10.0 25 70 10
SKE 4120 12.0 30 80 12 O
SKE 4140 14.0 45 100 16 m
SKE 4160 16.0 45 100 16
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SKEL 2000 Kaoesomise:
| SQUARE LONG END MILLS (2 FLUTES)

* TISINEE B8O Lj0tR 0| 24311, A Has, D | SN
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P79
# Excellent wear-resistance due to TiSiN coating, and minimized % &
cutting edge chipping

# Suitable for various workpieces such as hardened and
prehardened steels over HRc55

# Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

e
@)
$d

N !

L1 ‘

L

woatvo. TR IR ol
@D L1 L

@d(hé)
SKEL 2040 4.0 - - -
SKEL 2060 6.0 30 80 6
SKEL 2080 8.0 30 80 8
SKEL 2100 10.0 35 90 10
SKEL 2120 12.0 40 110 12
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SKEL 400 Dot
I SQUARE LONG END MILLS (4 FLUTES)
o TISINZE HBOZ YOf240| 9451, HRHTS 1451, D
o HRoS5 014t 7%= 1A} 3 ZA|E2 = cfosst AR 5 oS TISIN N
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P.80
¢ Excellent wear-resistance due to TiSiN coating, and minimized -“ % w
cutting edge chipping

# Suitable for various workpieces such as hardened and prehardened
steels over HRc55

# Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

T

1
EFEE

YT e - < -
@D L L

@d(hé)

SKEL 4020 2.0 12 70 6
SKEL 4030 3.0 15 70 6 )
SKEL 4040-S4 4.0 20 80 4 L
SKEL 4040 4.0 20 80 6 Rl
SKEL 4050 5.0 30 80 6 oY
SKEL 4060 6.0 30 80 6

SKEL 4060-40 6.0 40 100 6 LLl
SKEL 4080 8.0 30 80 8 Ty
SKEL 4080-50 8.0 50 110 8

SKEL 4100 10.0 35 90 10 LLl
SKEL 4100-50 10.0 50 110 10 o’
SKEL 4120 12.0 40 110 12

SKEL 4120-60 12.0 60 120 12 <
SKEL 4140 14.0 50 110 14 =
SKEL 4160 16.0 50 110 16

SKEL 4160-70 16.0 70 150 16 (@ ]
SKEL 4180 18.0 50 110 18 W
SKEL 4180-70 18.0 70 150 18

SKEL 4200 20.0 50 110 20

SKEL 4200-80 20.0 80 150 20
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| CORNER RADIUS SERIES

» SKE 2000R

» SKE 4000R

» SKEL 2000R
» SKEL 4000R
» SKELX 4000R
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SKE 2000R |25 ocwmstieon
| CORNER RADIUS END MILLS (2 FLUTES)

¢ TISNZEY HE2Z L0 fEMOI Pootl, RHES F Lot R (D
* HRC70 0[5t DA T WA U Z2SHEY S et A X8 Jhs TISIN g E t-;ﬁ
+ 1BY BANEOR 2BUIT Y OBROI X|4+p2|7} It
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4 Excellent wear-resistance due to TiSiN coating, and minimized 35° R
cutting edge chipping
# Suitable for various workpieces such as hardened and prehardened
steels below HRc70
¢ Designed for stable dimensional control and hyper precision R $0;
machining with application of high precision tolerance D - ‘ o
# Apply various corner radius to prevent micro-chipping N 1 12 TypeA
=l L2 L
R fR $d,
¢D® < TypeB
e
L2
L

___cuve | sa <o

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
D XR L L2 @d2 L @d(hé)
SKE 2010 RO1 1XRO0.1
SKE 2010 R02 1XRO0.2 2.5 3 0.95
SKE 2010 RO3 1XRO0.3
SKE 2015 RO1 1.5XRO0.1
SKE 2015 R02 1.5XR0.2 4 4.5 1.45
SKE 2015 R03 1.5XR0.3
SKE 2020 R02 2XR0.2
SKE 2020 R03 2XRO0.3 4 6 1.95
SKE 2020 R0O5 2XR0.5
SKE 2025 R02 25XR0.2
SKE 2025 R03 25XR0.3 6 8 2.45 50
SKE 2025 R05 25XR0.5
SKE 2030 R02 3XRO0.2
SKE 2030 RO3 3XRO0.3 8 10 2.9 6
SKE 2030 R05 3XRO05
SKE 2040 R02 4XR0.2
SKE 2040 R0O3 4XRO0.3
SKE 2040 RO5 4XR0.5 10 12 3.9
SKE 2040 R10 4XR1.0
SKE 2050 R02 5XR0.2
SKE 2050 R03 5XR0.3
SKE 2050 R05 5XR0.5 13 15 4.9
SKE 2050 R10 5XR 1.0 55
SKE 2060 R02 6 XRO0.2
SKE 2060 RO3 6 XR0.3
SKE 2060 R05 6 XRO0.5 13 15 >8
SKE 2060 R10 6XR 1.0
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SKE 2000R |25 ocwmsteon
| CORNER RADIUS END MILLS (2 FLUTES)

+ TISNZE HEOZ Ljnt2ygo| L4511, S2EIS £ 4518 (D]
© HRc70 0|5t DFE A U Z2l5EY S Cipt IAMY X8 Tt TISIN g % t:;ﬁ
* 1YY THEEoR FYUIE Y BRI K42} It
et o 5 (0 &4
¢ Excellent wear-resistance due to TiSiN coating, and minimized 35° R
cutting edge chipping
4 Suitable for various workpieces such as hardened and prehardened
steels below HRc70
4 Designed for stable dimensional control and hyper precision R $d;
machining with application of high precision tolerance 4D L ‘ -
+ Apply various corner radius to prevent micro-chipping i 1 12 TypeA
= L2 L
_ ) . fR —$d,
F o] ST 2 TypeB
L1
‘—J L2
L
| =dus | 43xauug Rag | =%
Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
D XR L1 L2 Jd2 L @d(hé)
SKE 2080 R02 8XRO0.2
SKE 2080 R03 8XRO0.3
SKE 2080 R05 8 XR0.5 16 20 7.8 65 8
SKE 2080 R10 8XR1.0
SKE 2080 R15 8XR1.5
SKE 2100 R02 10XR0.2
SKE 2100 R0O3 10XR0.3
SKE 2100 R05 10X R 0.5
SKE 2100 R10 10XR1.0 22 25 78 70 10
SKE 2100 R15 10XR 1.5
SKE 2100 R20 10XR 2.0
SKE 2120 R02 12X R0.2
SKE 2120 R03 12XR0.3
SKE 2120 R05 12X R 0.5
SKE 2120 R10 12XR 1.0 26 30 118 80 12
SKE 2120 R15 12XR 1.5
SKE 2120 R20 12XR 2.0
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SKE 4000R | cciocwmstcron
| CORNER RADIUS END MILLS (4 FLUTES)

* TSINZY Mo = LjniR4o| $4511, SFHES 5435, D)
* HRe70 0l3t NHE TAR| I Z2lsiEY S Cierst mjA) B g It TISIN g M
» 1YY BHZOR 2YUIIT Y WPl A 4B} It
o OJMZ|Z Yx|E st Ciotst AR EL TN r\_ P.82
4 Excellent wear-resistance due to TiSiN coating, and minimized 35° R
cutting edge chipping
# Suitable for various workpieces such as hardened and prehardened
steels below HRc70
4 Designed for stable dimensional control and hyper precision 4,
machining with application of high precision tolerance P »f\R ‘ o
4 Apply various corner radius to prevent micro-chipping D ol | i< TypeA
= L2 L
/R #d,
¢D® < TypeB
‘L" L2
L
2 7 x 24ur s
Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L L2 @d2 L @d(hé)
SKE 4020 R02 2XR0.2
SKE 4020 RO3 2XR0.3 4 6 1.95
SKE 4020 R0O5 2XR0.5
SKE 4030 R02 3XRO0.2
SKE 4030 RO3 3XRO0.3 8 12 2.9 50
SKE 4030 R0O5 3XRO0.5
SKE 4040 R02 4XRO0.2
SKE 4040 RO3 4XRO0.3 10 15 3.9
SKE 4040 RO5 4XR0.5 6
SKE 4040 R10 4XR1.0
SKE 4050 R0O5 5XRO0.5
13 15 4.9 60
SKE 4050 R10 5XR1.0
SKE 4060 R02 6 XRO0.2
SKE 4060 R03 6XR0.3
SKE 4060 R0O5 6 XR0.5
SKE 4060 R10 6XR1.0 13 18 °8 60
SKE 4060 R15 6XR1.5
SKE 4060 R20 6XR2.0
SKE 4080 R02 8XRO0.2
SKE 4080 RO3 8XRO0.3
SKE 4080 R0O5 8XRO0.5
SKE 4080 R10 8XR 1.0 19 24 78 65 8
SKE 4080 R15 8XR1.5
SKE 4080 R20 8XR 2.0
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SKE 4000R |2 24 acie~ 2=
| CORNER RADIUS END MILLS (4 FLUTES)

* TOINZE Hgo2 Ljni2 4ol 4011, HRHHS 5458, D)
¢ HRc70 O[3t TA T WAR| Y 2|52 S Cist TA| M8 Jhs TISIN % M
» IBY BHHZOE FYUIIB U HFHQ A4 B2 It
o DJHXIY YXS 93 CIYs TR HE AN % %
¢ Excellent wear-resistance due to TiSIiN coating, and minimized 35° R
cutting edge chipping
4 Suitable for various workpieces such as hardened and prehardened
steels below HRc70
¢ Designed for stable dimensional control and hyper precision R #d
machining with application of high precision tolerance 4D L ‘ e TvoeA
¢ Apply various corner radius to prevent micro-chipping ol ] | \= lype
=2 L
/R —#d>
¢D® 2 TypeB
)
L2
L
2 CERETE:
Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L L2 @d2 L @d(hé)
SKE 4100 RO2 10XR0.2
SKE 4100 RO3 10XRO0.3
SKE 4100 R05 10XR0.5
SKE 4100 R10 10XR 1.0 22 30 9.8 70 10
SKE 4100 R15 10XR1.5
SKE 4100 R20 10XR 2.0
SKE 4100 R30 10XR3.0
SKE 4120 R02 12XR0.2
SKE 4120 RO3 12XR0.3
SKE 4120 R05 12X R 0.5
SKE 4120 R10 12XR 1.0 26 36 11.8 80 12
SKE 4120 R15 12XR 1.5
SKE 4120 R20 12XR 2.0
SKE 4120 R30 12X R 3.0
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(3 o A C al
| CORNER RADIUS LONG END MILLS (2 FLUTES)
+ TISINZE M2z Lnj2 40| 24511, LTS 5458, (D
& HRC70 0|3t DA IAR| U Z2|3tE2 S Chst DA HE Jhs TISIN g E M
* 1Y ZAMEOR ZHUIIE U OOl X 4227} s

o D)HAIE WIS 93t Chotst TR X2 awl < 2
¢ LONG SHANK 2202 212 29| 7t8 Tts 35° r_R

¢ Excellent wear-resistance due to TiSiN coating, and minimized
cutting edge chipping
4 Suitable for various workpieces such as hardened and prehardened
steels below HRc70
4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance
4 Apply various corner radius to prevent micro-chipping o
4 Suitable for deep machining due to LONG SHANK R S H I
=" o
| =

E L
— — L2

___cuvs | sa <y CE

L

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L L2 Jd2 L @d(hé)

SKEL 2030 R02 3.0XRO0.2

SKEL 2030 RO3 3.0XRO0.3 6 12 2.9 70

SKEL 2030 R05 3.0XRO0.5

SKEL 2040 R02 40XRO0.2

SKEL 2040 RO3 40XRO0.3

SKEL 2040 R05 4.0XRO0.5 é 15 3.9 80 6
SKEL 2040 R10 40XR1.0

SKEL 2060 R02 6.0XR0.2

SKEL 2060 R0O3 6.0XR0.3

SKEL 2060 R05 6.0XR0.5 7 18 °8 70

SKEL 2060 R10 6.0XR1.0

SKEL 2080 R02 8.0XRO0.2

SKEL 2080 R03 8.0XRO0.3

SKEL 2080 R05 8.0XRO0.5 12 20 78 100 8
SKEL 2080 R10 8.0XR1.0

SKEL 2100 RO3 10.0XR 0.3

SKEL 2100 R05 10.0XR 0.5

SKEL 2100 R10 10.0XR 1.0 15 25 78 100 10
SKEL 2100 R20 10.L0XR 2.0

SKEL 2120 RO3 12.0XR 0.3

SKEL 2120 R05 120X R 0.5

SKEL 2120 R10 120XR 1.0 18 30 1.8 1o 12
SKEL 2120 R20 12.0XR 2.0
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SKEL 4000 |4Lél- il:l E"EI-?-ﬁ % OILIEDEI
| CORNER RADIUS LONG END MILLS (4 FLUTES)
* TISINZE 8O Z Ljnt2 40 | LREYS 2 A58 D
c70 0|5t AT MAR| U Z2|5tE2 S Chsh IAY X g Jts i
:Hﬂ%gfgirﬁgé i?gﬂawgam of "*OlEiI#—ﬂJEI rxﬂg ’ E Eﬁ

o DIMRE YX|E st Chst TR A A\ [\_ P82
+ LONG SHANK g0z 712 29| 712 75 vy NS

4 Excellent wear-resistance due to TiSiN coating, and minimized
cutting edge chipping

# Suitable for various workpieces such as hardened and prehardened
steels below HRc70 R

4 Designed for stable dimensional control and hyper precision 4D *ﬁh i
machining with application of high precision tolerance L

4 Apply various corner radius to prevent micro-chipping

# Suitable for deep machining due to LONG SHANK

E s —_— 7&“

| cuvs | sacaiwd | w8 | 588 | 8%8 | 8 8 | 433

—Ho
4>
_o'ﬂ
&
C
-
pall
=l
| Mo
e}
P>
ol
pob

¢d

Type A

Type B

e

o
2?0
bl
&

#d

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter m
@DXR L L P> L @d(hé) LLl
SKEL 4030 R02 3XRO0.2 E
SKEL 4030 R0O5 3XRO0.5 6.0 12 2.9 70
SKEL 4030 R10 3XR 1.0 LLl
SKEL 4040 R02 4XRO0.2 (§p]
SKEL 4040 R0O5 4XRO05 8.0 15 3.9 80 6
SKEL 4040 R10 4XR1.0 (7))
SKEL 4060 R02 6XR0.2 -
SKEL 4060 R05 6XR0.5 —
SKEL 4060 R10 6XR1.0 12.0 18 °8 70 (on]
SKEL 4060 R20 6XR2.0
SKEL 4080 R02 8XRO0.2
SKEL 4080 R0O5 8XRO0.5
SKEL 4080 R10 8XR 1.0 16.0 24 7.8 100 8 m
SKEL 4080 R15 8XR 1.5 LLI
SKEL 4080 R20 8XR 2.0
SKEL 4100 R02 10XR 0.2 2
SKEL 4100 R0O3 10XR0.3 m
SKEL 4100 R05 10XR0.5 20.0 30 9.8 100 10 O
SKEL 4100 R10 10XR 1.0
SKEL 4100 R20 10XR 2.0 (&)
SKEL 4120 R02 12XR0.2
SKEL 4120 R0O3 12XR0.3
SKEL 4120 R0O5 12XR0.5
SKEL 4120 R10 12XR 1.0 24.0 36 18 110 12
SKEL 4120 R20 12XR 2.0
SKEL 4120 R30 12X R 3.0
NBOOYOUNG
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Lk O A OlA cCal
| CORNER RADIUS LONG END MILLS (4 FLUTES)
+TISINZY HBOZ Ljt240| 2451, PALS 5513
#HRC70 OJ3t DHE TAM X Tel3tS S Chokst WA M8 Jks TISIN % tgﬂ
3 9 ool % +
+0lMX|Z %X 95 et AR A S W] s o
+LONG SHANK H22 72 29 78 75 N D

4 Excellent wear-resistance due to TiSiN coating, and minimized
cutting edge chipping

4 Suitable for various workpieces such as hardened and prehardened
steels below HRc70

4 Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

 Apply various corner radius to prevent micro-chipping

4 Suitable for deep machining due to LONG SHANK

suns gxades | w3 | w®s | 438

Mill Diameter X Length Overall Shank
Model No. Corner R of cut Length Diameter
@D XR L1 L @d(hé)

SKELX 4040 RO5 4 XR0.5 20 80 4
SKELX 4040 R10 4XR1.0
SKELX 4060 R0O5 6 XRO0.5
SKELX 4060 R10 6XR1.0 25 100 6
SKELX 4080 R0O5 8 XR 0.5
SKELX 4080 R10 8XR1.0 30 100 8
SKELX 4080 R20 8XR 2.0
SKELX 4100 RO5 10X R 0.5
SKELX 4100 R10 10XR 1.0 35 110 10
SKELX 4100 R20 10XR 2.0
SKELX 4120 R0O5 12X R 0.5
SKELX 4120 R10 12XR 1.0 40 110 12
SKELX 4120 R20 12X R 2.0
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» SKPW 4000R

» SKPW 2000R (Double)
» SKPW 4000R (Double)
» HSKB 6000

» HSKB 2000

» HSKBS 2000

» HSKE 4000

» HSKE 6000R
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SKPW 4000R |42 10|57}58 gc|2 QED
| LONG NECK RADIUS END MILLS (4 FLUTES)

¢ TiSIN 28 2 2 HRc50~HRc707HA| DA EAXM 7t5A| LiOt2N 24 g m
# Straight Flute 202 ZH 24510 T2 Ipe 5[4 35} TISIN E Eﬁ

¢ Back Taper ¥ 2 Aoz 114 105 Jt50f &g

P.83
# Excellent wear-resistance due to TISIN coating during machining r'\_
of hardened steel from HRc50 to HRc70 R
¢ Minimize breakage at a corner by reinforcing with straight flute

# Suitable for high speed and high feedrate machining due to
application of Back Taper and short flute

SKPW 4060R05 6XR0.5 2.5 12 5.8 60 6
SKPW 4060R10 6XR1.0 2.5 12 5.8 60 6
SKPW 4080R10 8XR1.0 3.5 16 7.7 60 8
SKPW 4080R20 8XR2.0 815 16 7.7 60 8
SKPW 4100R10 10XR1.0 4 20 9.7 70 10
SKPW 4100R20 10XR2.0 4 20 9.7 70 10
SKPW 4120R10 12XR1.0 5 24 11.7 80 12
SKPW 4120R20 12XR2.0 5 24 11.7 80 12
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el —
DOUBLE RADIUS END MILLS (2 FLUTES)
# TiSIN Z8 22 HRc50~HRc707HA| LZ K 7tZA| LYOtREY R4 | D
* Straight Flute 802 242 2510) L% T 548 TISIN g % tﬁ
# Back Taper ¥ #2 g MOz I£ 1015 7t350 &gt
NEEEEEIE FEE R EENI % @
¢ Excellent wear-resistance due to TISIN coating during machining R

of hardened steel from HRc50 to HRc70
@ Minimize breakage at a corner by reinforcing with straight flute
# Suitable for high speed and high feedrate machining due to
application of Back Taper and short flute
# Increase machining efficiency by applying double radius

dtjes | 24 | @5 | pay

@d(hé)
SKRW 2030R03 3 R3 0.3 1.8 10 2.7 50 6
SKRW 2030R05 8 R3 0.5 1.8 10 2.7 50 6
SKRW 2040R05 4 R5 0.5 2 12 3.7 50 6
SKRW 2040R10 4 R5 1.0 2 12 3.7 50 6
SKRW 2060R05 6 R9 0.5 2.5 12 5.7 60 6
SKRW 2060R10 6 R9 1.0 2.5 12 5.7 60 6
SKRW 2080R10 8 R12 1.0 3.5 16 7.6 65 8
SKRW 2080R20 8 R12 2.0 3.5 16 7.6 65 8
SKRW 2100R10 10 R14 1.0 4 20 9.6 70 10
SKRW 2100R20 10 R14 2.0 4 20 9.6 70 10
SKRW 2120R10 12 R16 1.0 5 24 11.6 80 12
SKRW 2120R20 12 R16 2.0 3 24 11.6 80 12
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SKRW 4000R |22 2=
I DOUBLE RADIUS END MILLS (4 FLUTES)

¢ TiSIN ZE 92 HRc50~HRc7OMA| DA EAK 7tEA| LHOEN @4 m
® Straight Flute 82 2 A 225104 FL{% TH& £| A3} TISIN ﬂ tﬁ

# Back Taper & %2 ¢ A2 14 10| 7t50f gt

o O HC2ANBOZ HBERY £Y . 83
@ Excellent wear-resistance due to TISIN coating during machining of hardened R

steel from HRc50 to HRc70

# Minimize breakage at a corner by reinforcing with straight flute

4 Suitable for high speed and high feedrate machining due to application of
Back Taper and short flute

4 Increase machining efficiency by applying double radius

o
e = I

A

EIEE
odtto,  Dameter Ras RS Tl olmeler Do olmeer

@D Ri R2 L1 L2
SKRW 4040R05 4 R 5 0.5 2 12
SKRW 4040R10 4 R5 1.0 2 12
SKRW 4060R05 b R 9 0.5 2.5 12
SKRW 4060R10 [ R 9 1.0 2.5 12
SKRW 4080R10 8 R 12 1.0 3.5 16
SKRW 4080R20 8 R 12 2.0 3.5 16
SKRW 4100R10 10 R 14 1.0 4 20
SKRW 4100R20 10 R 14 2.0 4 20
SKRW 4120R10 12 R 16 1.0 5 24
SKRW 4120R20 12 R 16 2.0 5 24
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HSKB 6000 I.:.5c..
BALL END MILLS (6 FLUTES)

¢ BLUETE ®g0= Lnt2A0| 4511, UEAZS 5| As)E
@ HRC50~HRC707HK| DA DAY U =2|6lE2 £ Coksh m ARy &8 7ts BLUE
¢ 18U SAHECE ZFYUTLS U OFYHOQI x| 2Tt TS

* 7t5 Siet RIgt6 FLUTEE HE
¢ Excellent wear-resistance due to BLUEcoating, and minimized
cutting edge chipping
# Suitable for various workpieces such as hardened and prehardened
steels from HRcé65 to HRc70
¢ Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance
¢ Apply 6 flutes to maximize machining $d

CEE
Model No

HSKB 6060 .

HSKB 6080 8 14 24 7.9 100 8

HSKB 6100 10 18 30 9.8 100 10

HSKB 6120 12 22 32 11.8 110 12

HIGH SPEED SERIES
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HSKB 2000|252
| BALL END MILLS (2 FLUTES)

+BLUERY HE0Z 0iR40| 94510, 22HYS 525/8, 1 19,
@ HRC50~HRC707HK| 1A E 2 & Z2|51524 7| 20| gt BLUE g E M

» 1B BHHGOE FYUIIB L B A4B2AT} K5

_ P86
# Excellent wear-resistance due to BLUE coating, and minimized g’
cutting edge chipping

# Suitable for various workpieces such as hardened and
prehardened steels from HRc50 to HRc70

4 Designed for stable dimensional control and hyper precision R
machining with application of high precision tolerance )

4D b
N 2 ] L
P .
0 [ |z
EPTE g4
R L1 L2 @d2

HSKB 2010 R0.5 2 - -

HSKB 2015 R0.75 4 - - 50 6
HSKB 2020 R1.0 5 - - 60 6
HSKB 2025 R1.25 6 - - 60 6
HSKB 2030-S3 R1.5 8 - - 60 3
HSKB 2030 R1.5 8 - - 60 6
HSKB 2035 R1.75 8 - - 60 6
HSKB 2040-S4 R2.0 8 - - 60 4
HSKB 2040 R2.0 8 - - 70 6
HSKB 2050 R2.5 10 - - 80 6
HSKB 2060 R3.0 12 22 5.8 90 6
HSKB 2080 R4.0 14 24 7.8 100 8
HSKB 2100 R5.0 18 30 9.8 100 10
HSKB 2120 R6.0 22 32 11.8 110 12
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HOKBS 2000 EZEE!ESZFLUTB]

+ BLUETE 9 LI-AXH HEOZ LIOIZA0| 4610, SEAILS KAt =0 49,
& HRC700[8t nAEZ 9 Za[st=7t 7h2o)| &gt BLUE g & M

» THY BAMGOZ AHLIIZ 9l OFYHOIl K|t It

4 Excellent wear-resistance due to BLUE coating, and minimized @
cutting edge chipping

4 Suitable for various workpieces such as hardened and prehardened
steels from HRc50 to HRc65 R

4 Designed for stable dimensional control and hyper precision machining N\
with application of high precision tolerance 1 7

nk kel
Model No
HSKBS 2010 . m
HSKBS 2015 R0.75 15 15 38 145 50 6 —
HSKBS 2020 R1.0 20 2 6 1.95 50 6 m
HSKBS 2025 R1.25 25 25 B 24 50 6
HSKBS 2030 R15 30 3 8 29 50 6 LLl
HSKBS 2035 R1.75 35 5 10 34 50 6 (0))
HSKBS 2040 R20 40 5 10 39 50 6
HSKBS 2050 R25 50 6 12 49 50 6 (]
HSKBS 2060 R3.0 6.0 7 15 5.8 60 6 LLl
HSKBS 2080 R4.0 8.0 10 20 7.7 60 8 LLl
HSKBS 2100 R5.0 100 12 25 9.7 70 10 o
HSKBS 2120 R6.0 12.0 14 30 17 80 12 N
-
o
-
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HSKE 4000 | ooiccon:
F SQUARE END MILLS (4 FLUTES)

¢ BLUETE M20Z LyntzMo| 24611, LA TS 54516 ‘\\\
@ HRc50~HRC707HA| IH =2 @ =Za|sl=2 7|20 X3t - kﬁ
¢ 1MUY ZAHE0R RHUIJIE U OFYANO| X|22E| 7} Tt

P.86
@ Excellent wear-resistance due to BLUE coating, and minimized W
cutting edge chipping

4 Suitable for various workpieces such as hardened and prehardened
steels from HRc50 to HRc70

# Designed for stable dimensional control and hyper precision
machining with application of high precision tolerance

AN 5 3
Model No
L o
— HSKE 4020 2.0
) HSKE 4025 25 8 50 6
HSKE 4030 3.0 10 50 6
€I HSKE 4035 35 10 50 6
HSKE 4040-54 4.0 10 55 4
n HSKE 4040 4.0 12 55 6
O HSKE 4045 4.5 15 55 6
[ HSKE 4050 5.0 15 55 6
HSKE 4060 6.0 15 55 6
m HSKE 4080 8.0 20 60 8
() HSKE 4100 10.0 25 70 10
HSKE 4120 12.0 30 80 12
wn
m
2
m
wn
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Lk S n]
| 6F HELIX END MILLS (6 FLUTES)

* BLUETE 2 L} AXf ®20= || .
# HRC50~HRC707IX| DHEZ 2 T35t 7120 & et BLUE
o IHY IHYGOZ FHUIIS U OHHHOI X422

@ High helix &8 g = (el
¢ IHRAECZ B NtE 22 . R

¢ Excellent wear-resistance due to BLUE coating and nanomaterial, and minimized
cutting edge chipping

¢ Suitable for hardened and prehardened machining from HRc50 to HRc65

¢ Designed for stable dimensional control and hyper precision machining
with application of high precision tolerance

¢ Apply high helix flutes

¢ Reinforce the wear at the edge by applying corner radius _ﬁR
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HSKE6060R05 6 R0O.5 15 55 6
HSKE6080R05 8 R0O.5 20 60 8
HSKE6100R05 10 R0O.5 25 70 10
HSKEé6120R05 12 R0O.5 30 80 12
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TECHNICAL DATA

» SKRB » SKRE 4000R
» SKB 2000 » SKE 4000R
» SKBS 2000 » SKEL 2000R
» SKBS 3000 » SKEL 4000R
» SKBW 2000 » SKELX 4000R
» SKRE » SKPW 4000R
» 4 SKRE » SKRW 2000R
» SKE 4000 » SKRW 4000R
» SKE 2000 » HSKB 6000
» SKEL 2000 » HSKB 2000
» SKEL 4000 » HSKBS 2000
» SKRE 2000R  » HSKE 2000
» SKE 2000R » HSKE 4000
» HSKE 6000R
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s Series
ALLOY STEELS

M HEAT RESISTANT STEELS HARDENED STEELS COPPER

HRc 55 ~HRc 65

HARDNESS
RADIUS

|22 2

4 =
A=

HRc 30 ~HRc 45

RPM

FEED

Ae(mm)

HRc 45 ~HRc 55

RPM

FEED

Ae(mm)

RPM

FEED

Ae(mm)

RPM

FEED

Ae(mm)

R0.1

50000

300~350

0.006~0.016

50000

265~310

0.005-0.013

50000

225~265

0.005-0.012

50000

455~530

0.010-0.022

R0.15

48000~50000

480~520

0.010~0.017

48000~50000

440~460

0.008~0.014

46000~50000

390~420

0.007~0.013

48000~50000

690-790

0.002~0.023

R0.2

48000~50000

720~790

0.013-0.032

48000~50000

450~550

0.011~0.026

46000~50000

400~460

0.010~0.024

48000~50000

000~1150

0.019-0.048

R0.25

34100~49500

600-870

0.007~0.028

31900~35200

490~540

0.005~0.023

31900~35200

440~480

0.005~0.021

49000~50000

100~1400

0.010~0.042

R0.3

38600~40700

590~850

0.007-0.034

26400~29700

480~540

0.006~0.028

26400~29700

400~480

0.006~0.025

42000~50000

100~1700

0.011~0.050

R0.4

22000~30800

640~890

0.016~0.064

19800~22000

490~550

0.013~0.052

19800~22000

440~500

0.012~0.048

31000~50000

100~2250

0.024~0.096

R0.5

17600~24200

600~850

0.008~0.080

5400~17600

470~540

0.007~0.065

15400~17600

440~500

0.006~0.060

24000~49500

100~2200

0.012-0.120

R0.6

14300~18700

590~780

0.024~0.032

480~540

0.020~0.026

12000~14000

420~480

0.018~0.024

28500~39500

480~1950

0.036~0.048

R0.75

11000~14300

580~760

0.031~0.048

1
12000~14000
10000~11500

480~540

0.025~0.039

10000~11500

420~480

0.023-0.036

17000~28500

100~1950

0.046~0.072

R1

8500~11000

590-800

0.024~0.160

7900~8800

470~530

0.020~0.130

7900~8800

440~480

0.018~0.120

12600~24000

100~2150

0.036~0.240

R1.5

5700~8200

730~1000

0.064~0.240

5300~5800

590~650

0.052~0.195

5300~5800

550~620

0.048~0.120

11900~17000

850~2700

0.096~0.360

R2

4300~6200

680~990

0.080~0.320

3950~4400

550~620

0.065~0.026

3850~4400

530~570

0.060~0.240

6600~12500

1
1
1
1
1
1
1
1
1
1

260~2500

0.120~0.480

/N

RPM = rev/min
Feed = mm/min

¢ | SKB 2000, SKBS 2000 Series | 2€ =.

>|=>

=
=

ALLOY STEELS HEAT
MATERIAL | ‘EGISTANT STEELS HARDENED STEELS

HARDNESS HRc 30 ~HRc 40 HRc 40 ~HRc 50 HRc 50 ~HRc 55 HRc 55 ~HRc 60 HRc 60 ~HRc 65
RADIUS RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
RO.1 50000 1200 50000 1050 45000 960 40000 770 35000 674
R0.15 50000 1500 50000 1350 45000 1200 40000 965 35000 840
RO.2 50000 1900 50000 1700 45000 1500 40000 1200 35000 1050
R0.25 50000 2400 50000 2100 45000 1900 40000 1500 35000 1300
R0.3 50000 2900 50000 2500 45000 2200 40000 1800 35000 1600
RO.4 50000 3900 50000 3300 45000 3000 40000 2400 35000 2100
R0O.5 50000 4800 50000 4200 45000 3800 40000 3000 35000 2600
RO.6 50000 5100 48000 4300 43000 3850 38000 3000 34000 2700
R0.75 50000 5400 48000 4500 43000 4000 37000 3100 33000 2700
R1 49700 5700 47800 4800 40000 4000 35000 3150 32000 2800
R1.5 33100 6000 31800 5300 26500 4000 23500 3150 21000 2800
R2 24900 6000 23900 5300 20000 4000 17500 3150 16000 2800
R2.5 18600 5800 17800 4900 15000 3750 13500 3050 11500 2550
R3 13900 4850 13400 4100 11000 3100 10000 2500 8800 2150
R5 9300 3700 8900 3100 7500 2400 6600 1900 5800 1650
Ré 6950 2950 6680 2500 5600 1900 5000 1550 4400 1250

N
0.02D
Y
/ RPM = rev/min
— 0.05D Feed = mm/min
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o SKBS 3000 ri EI- A=

L ‘ Series 3 ‘
ALLOY STEELS HEAT

MATERIAL | ALLOY STEELS HEAT HARDENED STEELS

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

R1.5X3.0| 32000 8600 26840 5800 19840 4280 18680 4040 12780 2760
R2.0X4.0| 24080 7700 20130 5430 14880 3880 14220 3650 9580 2500
R2.5X5.0| 20000 7250 16780 5430 12400 3690 11670 3470 8000 2370

R3.0X 6.0/ 18000 8570 15200 6220 12200 4500 11100 3830 7590 2460 h
R4.0X 8.0, 13500 7350 11300 5250 9200 3980 8320 3350 5690 2130
R5.0X10.0| 10800 6530 9100 4590 7350 3450 6660 2870 4550 1960 o
R6.0X12.0| 9050 6100 7590 4260 6130 3190 5530 2400 3800 1640 c
J |
0.02D / !
Y n
/ RPM = rev/min
0.05D f«— Feed = mm/min
o
—r
IN ) L AR 0]
< ‘ SKBW 2000 series I 23 3 ‘ O
[ 8
HARDENED STEELS :
RADIUS RPM FEED RPM FEED RPM FEED 8
R2 10600 1700 10300 1620 9600 1570
R2.5 9400 1650 9050 1570 8600 1520 I
R3 8600 1600 8250 1520 7850 1470
R4 7000 1550 6700 1460 6350 1420
R5 6050 1450 5800 1360 5450 1320
R6 5450 1420 5200 1330 4900 1290
¥
ae : D1~D4=0.05xD ae
D5~D8=0.25mm t
D10~D12=0.30mm /
ap : D1~D12=0.05%XD RPM = rev/min
ap Feed = mm/min

c 2% Yo Q5 o9l FHO|L S mE0f o5t FUYO| TS S0 Ll AEHC
« AFETIOf BFEA] 3ERH 0l Y Ch A 0] DHAE|0f A=K =HOISHAI 7| HEZL T

« Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
« Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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& | SKRE series | 22 84 2%0f |

ALLOY STEELS
MATERAL] |\ EAT RESISTANT STEELS HARDENED STEELS COPPER

DIAMETER ~ RPM FEED Ae(mm) RPM FEED Ae(mm) RPM FEED Ae(mm) RPM FEED Ae(mm)

0.2 | 50000 |300~3500.006~0.016| 50000 |265~310 |0.005~0.013| 50000 |225~265 |0.005~0.012| 50000 | 455~530 | 0.010~0.022
0.3 |43000~50000 | 330~420 | 0.006~0.015 |39900~46200 | 265~310 | 0.004~0.011|23900~32300 | 105~185 | 0.003~0.007 |48000~50000| 550~640 | 0.010~0.025
0.4 |31400~50000] 350~590 | 0.005~0.028 |30500~35200 | 295~340 | 0.003~0.020 |18300~24600  120~200 | 0.002~0.012 |48000~50000| 790~920 | 0.008~0.048
0.5 |25650~33000 | 370~470 | 0.006~0.035 |23750~26000 | 285~315 | 0.004~0.025 |14200~18000 | 115~130 | 0.003~0.015 |44000~50000| 800~1150 | 0.010~0.060
0.6 |20900~35200] 330~560 | 0.007~0.030 |19900~22000 | 260~290 | 0.005~0.021 |11900~15500 100~120 | 0.003~0.013 |37500~50000] 770~1250 | 0.011~0.051
0.8 | 16150~26400 | 360~590 | 0.009~0.040 |15200~16700 | 280~310 | 0.006~0.028 | 9000~11700 |110~125 | 0.004~0.017 | 28500~47000| 770~1300 | 0.015~0.060
1.0 |12300~18700 | 350~540 | 0.011~0.028 |10500~11500 | 250~280 | 0.008~0.020 | 6300~8060 |100~115 | 0.005~0.012 |22500~34000| 810~1300 | 0.018~0.048
1.2 |10450~17600  350~590 | 0.025~0.070 | 9100~10000 |250~280 | 0.015~0.042 | 5400~7000 |100~115 | 0.009~0.026 |22500~31500 950~1350 | 0.038~0.101
1.5 | 9100~17600 | 430~830 | 0.017~0.077 | 7000~8000 |250~280 | 0.012~0.055 | 4300~5500 |100~115 | 0.007~0.033 | 14500~25000| 770~1320 | 0.028~0.132
2.0 | 6350~10550 | 340~570 | 0.021~0.140 | 6100~6700 |270~300 | 0.015~0.100 | 3600~4700 |100~120 | 0.009~0.060 |11500~18500] 770~1250 | 0.036~0.240
3.0 | 4300~7050 |550~900 | 0.056~0.210 | 3990~4600 |445~515 | 0.040~0.150 | 2400~3200 |105~310 | 0.024~0.090 | 9000~13000 |1400~2110 0.096~0.360
4.0 | 3200~5300 | 400~675 | 0.074~0.280 | 3000~3400 |335~380 | 0.053~0.200 | 1800~2400 | 75~230 |0.032~0.120 | 6750~9750 |1050~1575] 0.128~0.480

.7
f% RPM = rev/min

Feed = mm/min

& | LSKRE, SKE 4000 series | 42 84230} 42 AH0fSide Cutting |
NIRRT

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

1.0 48000 1480 38000 1050 25500 710 20500 430 16000 270
2.0 33300 1750 26000 1250 17500 840 14500 520 11000 320
3.0 21800 1750 17300 1250 11500 840 9500 520 7500 320
4.0 16700 1800 13200 1300 8800 880 7200 540 5600 885
5.0 15700 2000 12500 1500 8300 1000 6400 580 5100 370
6.0 13100 1950 10350 1400 6900 950 5300 560 4200 350
8.0 9880 1880 7800 1350 5200 900 4000 520 3200 330
10.0 7800 1750 6150 1260 4100 840 3200 480 2550 310
12.0 6650 1750 5250 1260 3500 840 2650 480 2100 300

eleq 1esiuyoa] gl b

0.03D RPM = rev/miq
[«——— Feed = mm/min

c =% YYoZ QIF A9 HEO|L 37 ThE0| 2 F FUYO| JtSF0| L AL

« AFETIOf BHEA] 3hRH0f Y ChR40] DfAR 0 A=K =HQISHAI 7| HERLICH

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
+ Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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& | SKE 2000, SKEL 2000 Series | 2 230f-Side Cutting |
HARDENED STEELS

DIAMETER = RPM FEED RPM FEED FEED RPM FEED RPM FEED RPM FEED

1.0 48000 | 1050 | 38000 | 820 | 25500 | 510 | 20500 | 310 | 16000 | 190 | 12500 | 125
2.0 33300 | 1200 | 26000 | 970 | 17500 | 600 14500 | 370 | 11000 | 230 9500 165
3.0 21800 | 1200 | 17300 | 970 | 11500 | 600 9500 370 7500 230 6400 165

4.0 16700 | 1250 | 13200 | 1000 | 8800 625 7200 385 5600 240 4750 170
5.0 15700 | 1450 | 12500 | 1150 | 8300 710 6400 410 5100 260 4450 190
6.0 13100 | 1350 | 10350 | 1100 | 6900 690 5300 400 4200 255 3700 185
8.0 9880 1320 7800 1030 5200 635 4000 365 3200 235 2800 170
10.0 7800 | 1200 | 6150 970 4100 590 3200 340 2550 220 2200 160
12.0 6650 1200 5250 970 3500 590 2650 340 2100 220 1860 160
1.0D;L
RPM = rev/mi
—> 470.03D Feed ::i\rlnr/?]?n

& | SKE 2000, SKEL 2000 Series | 2= £|0]-Slotting |
HARDENED STEELS

DIAMETER = RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

0.2 50000 | 130 | 45000 | 115 | 40000 95 33000 60 33000 45 26400 30
0.3 50000 | 190 | 45000 | 140 | 40000 | 115 | 33000 70 25000 50 20000 35
0.4 50000 | 235 | 45000 | 180 | 40000 | 140 | 33000 90 25000 55 20000 40
0.5 50000 | 370 | 45000 | 280 | 40000 | 220 | 33000 140 | 25000 85 20000 60
0.6 50000 | 470 | 45000 | 360 | 40000 | 285 | 33000 160 | 25000 105 | 20000 75
0.8 50000 | 600 | 40000 | 440 | 30000 | 295 | 25000 185 | 19000 110 | 15200 80
0.9 49000 | 655 | 39000 | 520 | 27800 | 330 | 22700 | 205 | 17500 125 | 14000 90
1.0 48000 | 750 | 38000 | 570 | 25500 | 360 | 20500 | 215 | 16000 135 | 12500 85
2.0 33300 | 850 | 26000 | 680 | 17500 | 420 14500 | 260 | 11000 160 9500 115
3.0 21800 | 850 17300 | 680 | 11500 | 420 9500 260 7500 160 6400 115
4.0 16700 | 880 13200 | 700 8800 440 7200 270 5600 170 4750 118
5.0 15700 | 1000 | 12500 | 805 8300 500 6400 285 5100 180 4450 132
6.0 13100 | 950 10350 | 770 6900 480 5300 280 4200 180 3700 130
8.0 9880 930 7800 720 5200 445 4000 255 3200 165 2800 120
10.0 7800 850 6150 680 4100 415 3200 240 2550 155 2200 112
12.0 6650 850 5250 680 3500 415 2650 240 2100 155 1860 112

—— '
0.05[i 0020l L1

1.0D

Technical Data B=1.€ 11y

1.0D | RPM = rev/min
Feed = mm/min

N BOOYOUNG 79
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& SKEL 4000 series | 4€ 23 S-Side Cutting |

NON-ALLOYED STEELS ALLOY STEELS HEAT
RADIUS RPM FEED RPM FEED RPM FEED RPM FEED

1.0 15750 180 9090 72 5670 41 4950 25

2.0 7938 180 4536 72 2835 41 2520 27

3.0 5553 207 3213 90 1980 50 1701 27
m 4.0 4500 252 2556 104 1611 54 1323 32

5.0 3843 324 2178 126 1422 63 1134 36
x 6.0 3312 387 1830 162 1233 81 1044 45

I 8.0 2520 414 1422 162 945 81 756 45

o 10.0 2115 L4 1233 162 756 81 603 45
o 12.0 1728 324 1044 144 630 63 504 36

16.0 1458 288 801 113 504 54 396 32
~J 20.0 1062 207 612 81 378 41 306 23

I 1.0D

m 0.03D RPM = rev/min
n " Feed = mm/min
%l
F
Q

cE2F LYo I5 Ao AHOILE S Th0f o et YO IS0l Ll e ASLHC
« AHSTO HHEA| S0l ChA 0] DAL O] Q=X 2HeISEAI7| HERHLICY,

CAUTION Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

+ Confirm fire prevention countermeasure beforehand necessarily before use.
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SKRE 2000R, .
¢ | SKE 2000R, SKEL 2000R Series | 2& 2H2CI22-stotting |

ALLOY STEELS HEAT
MATERIAL | ‘oEGISTANT STEELS HARDENED STEELS
HARDNESS HRc 30 ~HRc 40 HRc 40 ~HRc 50 HRc 50 ~HRc 55 HRc 55 ~HRc 60 HRc 60 ~HRc 65
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
0.5 50000 295 45000 225 40000 175 33000 110 25000 65

0.6 50000 375 45000 285 40000 225 30000 125 25000 85
0.8 50000 480 45000 350 30000 235 25000 145 19000 90

0,5 50000 205 45000 160 40000 125 33000 80 25000 45
0.6 50000 265 45000 200 40000 160 30000 90 25000 60
0.8 50000 335 45000 245 30000 165 25000 100 19000 65
1.0 48000 840 38000 656 25500 408 20500 248 16000 152
2.0 33300 960 26000 776 17500 480 14500 296 11000 184
3.0 21800 960 17300 776 11500 480 9500 296 7500 184
4.0 16700 1000 13200 800 8800 500 7200 308 5600 192
5.0 15700 1160 12500 920 8300 568 6400 328 5100 208
6.0 13100 1080 10350 880 6900 552 5300 320 4200 204
8.0 9880 1056 7800 824 5200 508 4000 292 3200 188
10.0 7800 960 6150 776 4100 472 3200 272 2550 176
12.0 6650 960 5250 776 3500 472 2650 272 2100 176

1.0ﬂ —L
0.03D RPM = rev/min
—

Feed = mm/min

1.0 48000 600 38000 456 25500 288 20500 145 19000 90 h
2.0 33300 680 26000 544 17500 336 14500 208 11000 128
3.0 21800 680 17300 544 11500 336 9500 208 7500 128 o
4.0 16700 704 13200 560 8800 352 7200 216 5600 136 O
5.0 15700 800 12500 644 8300 400 6400 228 5100 144 i
6.0 13100 760 10350 616 6900 384 5300 224 4200 144 !
8.0 9880 744 7800 576 5200 356 4000 204 3200 132 m
10.0 7800 680 6150 544 4100 332 3200 192 2550 124
12.0 6650 680 5250 544 3500 332 2650 192 2100 124
005D | E ('U
i 0.02D¥ | | "
\«—»1 ) \ RPM = rev/min 1.0D 8
: Feed = mm/min
. SKRE 2000R, Ao A I
& | SKE 2000R, SKEL 2000R series | 28 ZUEICIPL-sidecuting | G
=
HARDNESS HRc 30 ~HRc 40 HRc 40 ~HRc 50 HRc 50 ~HRc 55 HRc 55 ~HRc 60 HRc 60 ~HRc 65 '5
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED m

cE2E W22 0I5t SO AHOILE S Dh0f| et FEYO| VS S0l e AFLCH
« AHETOl HEEA] SHAjof 2 Ch R 0] DFAE| 0] A=K =HelSHAIZ| HEZHLICE

cauTioN Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.

X BOOYOUNG
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& | SKRE 4000R, SKE 4000R Series | 4& 2L{3|EI£

SKEL 4000R, SKELX 4000R series
ALLOY STEELS HEAT

HARDNESS HRc 30 ~HRc 40 HRc 40 ~HRc 50 HRc 50 ~HRc 55 HRc 55 ~HRc 60 HRc 60 ~HRc 65

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
1.0 48000 1184 38000 840 25500 568 20500 344 16000 216
20 33300 1400 26000 1000 17500 672 14500 416 11000 256
3.0 21800 1400 17300 1000 11500 672 9500 416 7500 258
4.0 16700 1440 13200 1040 8800 704 7200 432 5600 268
50 15700 1600 12500 1200 8300 800 6400 Lb4 5100 296
6.0 13100 1560 10350 1120 6900 760 5300 448 4200 280
8.0 9880 1504 7800 1080 5200 720 4000 416 3200 264
10.0 7800 1400 6150 1008 4100 672 3200 384 2550 248
12.0 6650 1400 5250 1008 3500 672 2650 384 2100 240

1.0ﬂ —L
0.03D RPM = rev/min
—> |

Feed = mm/min

= YYOE Olot 3| AHo|Lt S mHof O

ot gedol JtE5 3ol 2y

=my
CEX
« AFETO BHEA] pR{ 0] THR4O] OFRE|Of QLEX| =HIStAl 7| HERLICH

CAUTION

« Confirm fire prevention countermeasure beforehand necessarily before use.

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
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%5 | SKPW 4000R series | 42 20[&8-Normalspeed |
RSP S

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
1.0 27000 6500 19000 3800 11000 2200 6400 1000 4400 1100
1.5 18000 6500 12000 3700 7500 2200 4300 1000 2900 1100
2.0 13500 6500 9550 3800 5500 2200 3200 1000 2200 550
3.0 9550 6500 6900 4150 4550 2750 2850 1150 1900 610
4.0 7950 7000 5750 4600 4000 3200 2550 1350 1750 700
6.0 5800 7650 4100 4900 2900 3500 1850 1850 1350 795
8.0 4350 7650 3050 4900 2200 3500 1400 1850 995 795
10.0 3500 7650 2450 4900 1750 3500 1100 1850 795 795
12.0 2900 7650 2050 4900 1450 3500 925 1850 665 795

RPM = rev/min

Feed =mm/min

4> | SKRW 4000R series | 4= 2015 8-HighSpeed |
NSRS

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

1.0 48000 15000 | 44000 9800 30000 7850 22000 4450 17400 2450
1.5 32000 15000 | 30000 9800 20000 7800 15000 4450 11500 2450
2.0 29000 15000 22000 9800 15000 7850 11000 4450 8700 2450
3.0 22000 16000 17000 10000 12500 8000 9500 4600 6900 2500
4.0 17000 17500 13000 12000 11000 9200 8000 5500 5600 2900
6.0 13500 18500 10500 13800 9000 11000 6400 6400 4500 3600
8.0 10000 18500 8000 14000 6800 11000 4800 6700 3400 4100
10.0 8000 18500 6400 14000 5400 11000 3800 6800 2700 3800
12.0 6600 18500 5300 14000 4500 11000 3200 7000 2250 360

Technical Data B=1.€ 11y

RPM = rev/min
Feed = mm/min

c =% WY QI 3ol FOILt S Lol oot FEUYO| TS0 Hd s AL

« ALETO| BH=A] BtAf ol ChA 0| DFE S| 0f U=X| 2HQISHA| 7| HEZHL|CF

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
+ Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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| SKRW 2000R series | 22 20|&8&-slotting |

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

0.5 50000 295 45000 225 40000 175 33000 110 25000 65
0.6 50000 375 45000 285 40000 225 30000 125 25000 85
0.8 50000 480 45000 350 30000 235 25000 145 19000 90

1.0 48000 600 38000 456 25500 288 20500 172 16000 108
2.0 33300 680 26000 544 17500 336 14500 208 11000 128
3.0 21800 680 17300 544 11500 336 9500 208 7500 128
4.0 16700 704 13200 560 8800 352 7200 216 5600 136
5.0 15700 800 12500 644 8300 400 6400 228 5100 144
6.0 13100 760 10350 616 6900 384 5300 224 4200 144
8.0 9880 744 7800 576 5200 356 4000 204 3200 132

10.0 7800 680 6150 544 4100 332 3200 192 2550 124
12.0 6650 680 5250 544 3500 332 2650 192 2100 124

ol |
0'0511 0020 717
[ —

l5==1
RPM = rev/min 1.0D
1.0D Feed = mm/min

SKRW 2000R series | 22 110|&-8-side cutting |
uaTERA

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

0.5 50000 205 45000 160 40000 125 33000 80 25000 45
0.6 50000 265 45000 200 40000 160 30000 90 25000 60
0.8 50000 335 45000 245 30000 165 25000 100 19000 65
1.0 48000 840 38000 656 25500 408 20500 248 16000 152
2.0 33300 960 26000 776 17500 480 14500 296 11000 184
3.0 21800 960 17300 776 11500 480 9500 296 7500 184
4.0 16700 1000 13200 800 8800 500 7200 308 5600 192
5.0 15700 1160 12500 920 8300 568 6400 328 5100 208
6.0 13100 1080 10350 880 6900 552 5300 320 4200 204

eleq 1esiuyoa] gl b

8.0 9880 1056 7800 824 5200 508 4000 292 3200 188
10.0 7800 960 6150 776 4100 472 3200 272 2550 176
12.0 6650 960 5250 776 3500 472 2650 272 2100 176

0.03D RPM = rev/min

N Phihta Feed = mm/min

c =% YY2F Olot olA o] AROILE S ohof s o“‘%M”Ol eSS0 gy AsUH
« AFBTO| HFEA] SHAf Ol YTh 20| OfA E|0] A=K| =HoISHAI 7| HIZHLICE

caumen Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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. Lk A
¢ | SKRW 4000R series | 42 10158 |
aterAL| e AT STEELS

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

1.0 48000 15000 | 44000 9800 30000 7850 22000 4450 17400 2450
1.5 32000 15000 | 30000 9800 20000 7800 15000 4450 11500 2450
2.0 29000 15000 22000 9800 15000 7850 11000 4450 8700 2450
3.0 22000 16000 17000 10000 12500 8000 9500 4600 6900 2500
4.0 17000 17500 13000 12000 11000 9200 8000 5500 5600 2900
6.0 13500 18500 10500 13800 9000 11000 6400 6400 4500 3600
8.0 10000 18500 8000 14000 6800 11000 4800 6700 3400 4100
10.0 8000 18500 6400 14000 5400 11000 3800 6800 2700 3800
12.0 6600 18500 5300 14000 4500 11000 3200 7000 2250 3600

RPM = rev/min
Feed = mm/min

(') 'HSKB 6000 series | 6t No|&8 2 |

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

R3.0X6.0| 18040 7320 15180 5560 12210 4020 11110 3410 7590 2200
R4.0X8.0| 13530 6270 11330 4680 9190 3520 8310 2970 5670 1870
R5.0X10.0| 10840 5560 9130 4070 7370 3080 6660 2530 4570 1760
R6.0X12.0{ 9020 5230 7590 3800 6110 2810 5560 2150 3800 1430

0
/Y
/ RPM = rev/min

0.05D fe— Feed = mm/min

Technical Data B=1.€ 11y

c 2% Lo QI opAf 9l Q0| S miof oSt FUYO| TS S0l Ll QAEH T
« AFETIO| BFEA] BHA of Th 2 of DHEE|0f A=K =HQISHA| 7| HEZL T

« Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
« Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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¢ | HSKB 2000,HSKBS 2000 Series | 2€ = |
HARDENED STEELS

RADIUS RPM FEED RPM FEED RPM FEED RPM FEED
R0.1 45000 960 40000 770 35000 674 31500 570
R0.15 45000 1200 40000 965 35000 840 31500 700
R0.2 45000 1500 40000 1200 35000 1050 31500 890
R0.25 45000 1900 40000 1500 35000 1300 31500 1100
RO.3 45000 2200 40000 1800 35000 1600 31500 1400
R0.4 45000 3000 40000 2400 35000 2100 31500 1800
R0.5 45000 3800 40000 3000 35000 2600 31500 2300
R0.6 43000 3850 38000 3000 34000 2700 30600 2300
R0.75 43000 4000 37000 3100 33000 2700 29700 2300
R1 40000 4000 35000 3150 32000 2800 28500 2300
R1.5 26500 4000 23500 3150 21000 2800 19000 2300
R2 20000 4000 17500 3150 16000 2800 14500 2300
R2.5 15000 3750 13500 3050 11500 2550 10500 2100
R3 11000 3100 10000 2500 8800 2150 8000 1750
R4 9000 2700 8000 2150 7000 1850 6500 1550
R5 7500 2400 6600 1900 5800 1650 5300 1380
Ré6 5600 1900 5000 1550 4400 1250 4000 1050
4
0.02D
f / /
/ RPM = rev/min
—— 0.05D Feed = mm/min

& | HSKE 4000 series | 42 239 |
s

DIAMETER RPM REED) RPM REED RPM EEED RPM FEED
1.0 25500 710 20500 430 16000 270 12500 175
2.0 17500 840 14500 520 11000 320 9500 230
3.0 11500 840 9500 520 7500 320 6400 230
4.0 8800 880 7200 540 5600 889 4750 240
5.0 8300 1000 6400 580 5100 370 4450 270
6.0 6900 950 5300 560 4200 350 3700 260
8.0 5200 900 4000 520 3200 330 2800 240
10.0 4100 840 3200 480 2550 310 2200 220
12.0 3500 840 2650 480 2100 300 1860 220

Feed = mm/min

0.03D RPM = rev/min
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Y

HSKE 6000R series | 62 High Helix 3L{ZC| 24

ALLOY STEELS HEAT
MATERIAL | “PEc|STANT STEELS HARDENED STEELS

DIAMETER = RPM FEED FEED FEED FEED FEED FEED
6.0 24800 | 5350 | 23500 | 4900 | 16000 | 4900 | 13500 | 3300 | 10500 | 2100 | 8000 | 1450
8.0 20000 | 5500 | 19000 | 5000 | 12000 | 4600 | 10000 | 3100 | 8000 | 2000 | 6000 | 1400
10.0 | 16000 | 4900 | 15500 | 4500 | 9500 | 4100 8000 | 2900 | 6400 1800 | 4800 | 1300
12.0 | 13000 | 4500 | 12500 | 4100 | 8000 | 3800 6600 | 2500 | 5300 1600 | 4000 | 1150
16.0 | 10000 | 4000 | 9700 | 3700 | 6000 | 3400 5000 | 2300 | 4000 1250 | 3000 870
20.0 8000 | 3350 | 7800 | 3400 | 4800 | 3200 | 4000 | 2100 | 3200 1020 | 2400 690

0.05D 0.03D

—  Je— > e
The feed in long & extra long types. RPM = rev/min
Shouid be reduced by around 50%. Feed = mm/min

=
« AFETIO BEEA] SR Of YTH A O| DFAE|Of A=A =HQISHA| 7| HEZLI T

CAUTION

@O o3 3ol FBOILL BT Tl o|3 LMol HHBF0| LY E4 UL

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

+ Confirm fire prevention countermeasure beforehand necessarily before use.
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» GB 2000
» GBS 2000

» GE 2000

» GE 4000

» GEL 4000

» GE 2000R

» GE 4000R

» GEL 4000R
» GELX 4000R




S3143S T1IW-9

GB 2000 e
| BALL END MILLS (2 FLUTES)

SUPERS 8 NBOZ UDIR0] 9510, S K0kl 5 o
HRC45-62 S2I61=2 220l SZAE T 3 12 7130] 58 @ g &@ M
DAL DM o Z KK 9l OBYEO| x|A1+E|7f 7

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

X0 2420 Zﬂm) A|- TEMAME HojH Msg

H +odoO =2

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62)

Suitable for high-precision machining and stable management due to precise tolerance DSIZE DTOLERANCE
Outstanding performance at high speed machining due to the ultra fine WC grade 202~5 +0~-0.01mm
©6~12 | -0.005~-0.015mm

- - - —— - - R /‘i>u
$d |
ol

Radius Diameter of Length Effective Neck Overall Shank
Model No. Mill of cut Length Diameter Length Diameter
R 2D L L2 @d2 L @d(hé)
GB 2002 RO.1 0.2 0.3 - - 40 4
GB 2003 R0.15 0.3 0.4 = = 40 4
GB 2004 R0.2 0.4 0.4 - - 40 4
GB 2005 R0.25 0.5 0.9 = = 50 4
GB 2006 R0.3 0.6 1.2 - - 50 4
GB 2008 RO.4 0.8 1.5 = = 50 6
GB 2010 R0.5 1 2 - - 50 6
GB 2015 R0.75 1.5 4 = = 50 6
GB 2020 R1.0 2 5 - - 60 6
GB 2025 R1.25 253 6 = = 60 6
GB 2030-S3 R1.5 3 8 - - 60 3
GB 2030 R1.5 3 8 = = 60 6
GB 2035 R1.75 3.5 8 - - 60 6
GB 2040-S4 R2.0 4 8 = = 60 4
GB 2040 R2.0 4 8 - - 70 6
GB 2050 R2.5 9 10 = = 80 6
GB 2060 R3.0 6 12 22 58 90 6
GB 2080 R4.0 8 14 24 7.8 100 8
GB 2100 R5.0 10 18 30 9.8 100 10
GB 2120 R6.0 12 22 32 11.8 110 12
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GBS 2000 22252
I SHORT BALL END MILLS (2 FLUTES)

SUPER3 2 MO = L{0IR2-H0| 4011, SREHYS | Adlet 5 F\D

HRc45~62 SZ2[ol=d AZ2| S = LM & 182 7150 HE @ g g M

DY SAHHECZ AFPWHS S X K220t Tk

D[ AZEB(0.2m) AFS, TAEAO|S Hol 458 wai w m %

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62)

Suitable for high-precision machining and stable management due to precise tolerance DSIZE DTOLERANCE

Outstanding performance at high speed machining due to the ultra fine WC grade ?02~5 +0~-00Tmm
@6~12 | -0.005~-0015mm

Type A

-
o
7
c g
T8

3 TypeB

s
@ i

advis )
Radius Diameter of Length Effective Neck Overall Shank
Model No. Mill of cut Length Diameter Length Diameter m
R @D L1 L2 @d2 L @d(hé) ]
GBS2010 R0.5 1.0 1 2.5 0.95 40 6 m
GBS2015 RO.75 15 15 38 145 40 6 Ll
GBS2020 R1.0 2.0 2 6 1.95 50 6 m
GBS2025 R1.25 25 2.5 6 2.4 50 6
GBS2030 R15 3.0 3 8 2.9 50 6 J
GBS2040 R2.0 4.0 5 10 3.9 50 6 J
GBS2050 R25 50 6 12 4.9 50 6 —
6BS2060 R3.0 6.0 7 15 5.8 60 6 z
GBS2080 R4.0 8.0 10 20 7.7 60 8 I
GBS2100 R5.0 10.0 12 25 9.7 70 10
GBS2120 R 6.0 12.0 14 30 11.7 80 12 Q
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S3143S T1IW-9

GE 2000 s
SQUARE END MILLS (2 FLUTES])

SUPER3 FE| 202 L0tRA0| Q4610 YEATS A|Askst
HRc45~62 ZZE|SHEZ APl ZE= DA X DHU 7H30| M8
_II-IEll _TI_X|-X-IQ.OE ;tI-IEII7|.__'._ =] OI‘I‘|I‘|O| IlAJ_'_I-Eljl- 7|-%

D[ £ZH(0.2m) AHZ, DEBAOIE FolLt 58 Wizt

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62)

Suitable for high-precision machining and stable management due to precise tolerance
Outstanding performance at high speed machining due to the ultra fine WC grade

0=
W £

§.103!

D SIZE DTOLERANCE
©0.2~59 +0~-0.01mm
?26~12 | -0.01 ~-0.025mm

1B

L1

=

$d

L

Diameter of Length Overall Shank
Model No. Mill of cut Length Diameter
D L1 L @d(hé)
GE 2002 0.2 0.3 40 4
GE 2003 0.3 0.4 40 4
GE 2004 0.4 0.6 40 4
GE 2005 0.5 1 45 4
GE 2006 0.6 1.2 45 4
GE 2007 0.7 1.4 45 4
GE 2008 0.8 1.6 45 4
GE 2009 0.9 2 45 4
GE 2010 1.0 3 45 6
GE 2012 1.2 4 45 6
GE 2015 1.5 4 45 6
GE 2020 2.0 6 45 6
GE 2025 2.5 8 50 6
GE 2030 3.0 10 50 6
GE 2035 3.5 10 50 6
GE 2040-S4 4.0 10 59 4
GE 2040 4.0 12 55 6
GE 2045 4.5 15 55 6
GE 2050 5.0 15 55 6
GE 2060 6.0 15 59 6
GE 2070 7.0 20 65 8
GE 2080 8.0 20 65 8
GE 2090 9.0 25 70 10
GE 2100 10.0 25 70 10
GE 2120 12.0 30 80 12
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{ New |
GE 4000 [f<20 2=
| SQUARE END MILLS (4 FLUTES)

SUPER3 2 H8O2 LIHRA0| 4511, SEAES KA, D]
HRe45~62 SIefEHEY 0] S TATY X D 7t30] 58 M M
b7t
201 23S (0.2um) AFE, DEEHO = Fo{t §55 L2 “'
4Flute 2 XYURES E04EL.

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62)

Suitable for high-precision machining and stable management due to precise tolerance

Outstanding performance at high speed machining due to the ultra fine WC grade
4 Flutes increase the work efficiency

* #D % i

L1

le—>|

EFRE

Diameter of Length Overall Shank
Model No. Mill of cut Length Diameter

@D L1 L @d(hé) m
GE 4010 10 3 45 4 Ll
GE 4015 1.5 4 45 4 F—
GE 4020 2.0 6 45 6 m
GE 4025 2.5 8 50 6 m
GE 4030 3.0 10 50 6
GE 4035 3 10 50 6 m
GE 4040-S4 4.0 10 55 4 I
GE 4040 4.0 12 55 6
GE 4045 45 15 55 6 =|
GE 4050 5.0 15 515 6 z
GE 4060 6.0 15 55 6
GE 4080 8.0 20 65 8 |
GE 4100 100 25 70 10 ()
GE 4120 12 30 80 12
GE 4140 14 45 100 16
GE 4160 16 45 100 16
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S3143S T1IW-9

GE 2000R | ez e
| CORNER RADIUS END MILLS (2 FLUTES]

SUPER3 2 MO = L{0IR2-H0| 4011, SREHYS | Adlet (D]
HRe45~62 SLAISIEY 7G| SXE TAY 8 1HI 7450] K M g E M
THY IxMRoZ AXUlypz gl orx-|x10| X|222|7} IHs
0|2 XHB12(0.2m) B, TAEAO|E HOf S St 105
DI XIS 2 Clofst ALR B m
Minimum chipping and Excellen wear resistance due to SUPER3 Coating
Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62) DSIZE DTOLERANCE
Suitable for high-precision machining and stable management due to precise tolerance 20.2~5 +0~-0.0Tmm
Outstanding performance at high speed machining due to the ultra fine WC grade ?6~12 | -0.005~-0.015mm
Various Corner Radius is appleid for chipping

/R #de

$D T : T { [ 2 TypeA
=t L

SE— /R —$ds
W ¢DE® [; TypeB

L

=3 » 21468

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@D XR L1 L. Jd2 L ®d(hé)
GE 2010 RO1 1XRO0.1
GE 2010 R02 1XR0.2 25 3 0.95
GE 2010 RO3 1XR0.3
GE 2015 RO1 1.5XR0.1
GE 2015 R02 1.5XR0.2 40 45 1.45
GE 2015 R03 1.5XR0.3
GE 2020 R02 2XR0.2
GE 2020 R03 2XR0.3 40 6 1.95
GE 2020 R05 2XR0.5
GE 2025 R02 25XR0.2 50
GE 2025 R03 25XR0.3 6.0 8 2.45
GE 2025 R05 25XR0.5 6
GE 2030 R02 3XR0.2
GE 2030 R03 3XR0.3 8.0 10 29
GE 2030 R05 3XR0.5
GE 2040 R02 4XR0.2
GE 2040 R03 4XR0.3
GE 2040 R05 4XR05 100 12 39
GE 2040 R10 4XR1.0
GE 2050 R02 5XR0.2
GE 2050 R03 5XR0.3
GE 2050 R05 5XR05 130 15 49 5
GE 2050 R10 5XR1.0
GE 2060 R02 6XR0.2 13.0 58 55
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GE 2000R [oersomsagmisens
| CORNER RADIUS END MILLS (2 FLUTES)

SUPER3 28 MEO =2 L{0IEH0| 4511, SR EHES XAk (D]
HRc45~62 SZ2[oh=d A 22| SEE LMK & IHE 7ts0| HE % g ﬂ M
DFY SAHECE 2YLILS A AFHR K220t ks
A0[g X21(0.2m) A, DEBMO Hofct 458 B2l P10s
DI SRS St Clofet ZUIR K8 % &
Minimum chipping and Excellen wear resistance due to SUPER3 Coating
Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62) DSIZE DTOLERANCE
Suitable for high-precision machining and stable management due to precise tolerance 20.2~5 +0~-0.01Tmm
Outstanding performance at high speed machining due to the ultra fine WC grade ?6~12 | -0.005~-0.015mm
Various Corner Radius is appleid for chipping
/Rt
$D T { 13 TypeA
EJ L2 L
e s R $d>
W ¢D@Q [; TypeB
LU
= L
advis
Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
D XR L L2 @d2 L @d(hé)
GE 2060 R03 6XR0.3
GE 2060 R05 6XR0.5 13.0 15 58 55 6
GE 2060 R10 6XR1.0
GE 2080 R02 8XR0.2
GE 2080 R03 8XR0.3
GE 2080 R05 8XR0.5 16.0 20 78 65 8
GE 2080 R10 8XR1.0
GE 2080 R15 8XR 15
GE 2100 R02 10XR0.2
GE 2100 R0O3 10XR0.3
GE 2100 R05 10XR0.5
GE 2100 R10 10XR 1.0 220 2 98 70 10
GE 2100 R15 10XR 1.5
GE 2100 R20 10XR 2.0
GE 2120 R02 12XR0.2
GE 2120 R03 12XR0.3
GE 2120 R05 12XR0.5
GE 2120R10 12XR 1.0 260 30 s 80 12
GE 2120 R15 12XR 15
GE 2120 R20 12XR 2.0
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S3143S T1IW-9

GE 4000R I ez e
CORNER RADIUS END MILLS (4 FLUTES]

SUPER3 2 H8O2 LIHRA0| 4511, EAES AR, D]
HRc45~62 SZ2[ol=d AlE2 SE= LA B €T 7Hs0| HE M ﬁa M
THY IxMRoZ AXUlypz gl orx-|x10| X|222|7} IHs
DJE] £223(0.2m) M8, DEAOIE Holed 458 Skt P16
OIMAE SIS Sfet Ciopet TR X8 m &
Minimum chipping and Excellen wear resistance due to SUPER3 Coating
Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62) DSIZE DTOLERANCE
Suitable for high-precision machining and stable management due to precise tolerance @2~5 +0~-0.0Tmm
Outstanding performance at high speed machining due to the ultra fine WC grade @6~12 | -005~-0.015mm
Various Corner Radius is appleid for chipping
/R #d
¢D T - i { I 2 TypeA
= L2 L
fR #d, -
¢DTm 3 TypeB

L

ETEET

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L Lo @ L ®d(hé)
GE 4020 R02 2XR02
GE 4020 R03 2XR03 40 6 195
GE 4020 RO5 2XR05
GE 4030 R02 3XR02
GE 4030 RO3 3XR03 80 12 29
GE 4030 R05 3XR05 50
GE 4040 R02 4XR02
GE 4040 RO3 4XR03
GE 4040 RO5 4XR05 100 15 3.9 6
GE 4040 R10 4XR10
GE 4050 R05 5XR05
GE 4050 R10 5XR1.0 130 15 4.9 60
GE 4060 R02 6XR02
GE 4060 RO3 6XR03
GE 4060 R05 6XR05
GE 4060 R10 6XR10 130 18 58 60
GE 4060 R15 6XR15
GE 4060 R20 6XR 20
GE 4080 R02 8XR02
GE 4080 R03 8XR03
GE 4080 R05 8XR05
GE 4080 R10 8XR10 190 2 78 65 8
GE 4080 R15 8XR15
GE 4080 R20 8XR20
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GE 4000R |22 302 2=
I CORNER RADIUS END MILLS (4 FLUTES)

YT SAHECZ 2YTVIS U AZHR X2t Its

208 2FE(0.2m) Mg, DEEHOE FOIH §55 E2Y f— P10¢
OJMIXIE YXIS 2let Crfet ZHR HE R

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

0.

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62) D SIZE DTOLERANCE
Suitable for high-precision machining and stable management due to precise tolerance @2~5 +0~-0.0Tmm
Outstanding performance at high speed machining due to the ultra fine WC grade ?6~12 | -0.05~-0.015mm
Various Corner Radius is appleid for chipping
/R #d,
0 LI { 12 TypeA
SERVIN L
fR $d,
#" L2
L
advis
Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L1 L. Jd2 L @d(hé)
GE 4100 R02 10XR0.2
GE 4100 R03 10XR0.3
GE 4100 R05 10XR0.5
GE 4100R10 10XR 1.0 220 30 98 70 10
GE 4100 R15 10XR 1.5
GE 4100 R20 10XR 2.0
GE 4100 R30 10XR3.0
GE 4120 R02 12XR0.2
GE 4120 R0O3 12XR0.3
GE 4120 R05 12XR 0.5
GE4120R10 12XR 1.0 26.0 36 11.8 80 12
GE 4120 R15 12XR 1.5
GE 4120 R20 12XR 2.0
GE 4120 R30 12XR 3.0
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S3143S T1IW-9

GEL 40002218z
SQUARE LONG END MILLS (4 FLUTES)

SUPER3 5 X002 LIDIRA0| 94040, R ETS HAvk,
HRe45~62 ST2[5S7 #I20] S TiA) 8 152 7130 B \

THL DXMROZ AXUyta gl orx-|x10| NESIEDIDITY

£0JE) ZZRT0 20) M8, TATANE HOlt M52 Lol D [ ' Gov
4Flute 2 B ES EOIELL B2

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62)

Suitable for high-precision machining and stable management due to precise tolerance
Outstanding performance at high speed machining due to the ultra fine WC grade

4 Flutes increase the work efficiency

L1

EFRE

Diameter of Length Overall Shank
Model No. Mill of cut Length Diameter

D L1 L @d(hé)
GEL 4020 2.0 12 70 6
GEL 4030 3.0 15 70 6
GEL 4040-S4 4.0 20 80 4
GEL 4040 4.0 20 80 6
GEL 4050 5.0 30 80 6
GEL 4060 6.0 30 80 6
GEL 4060-40 6.0 40 100 6
GEL 4080 8.0 30 80 8
GEL 4080-50 8.0 50 110 8
GEL 4100 10.0 85 90 10
GEL 4100-50 10.0 50 110 10
GEL 4120 12.0 40 110 12
GEL 4120-60 12.0 60 120 12
GEL 4140 14.0 50 110 14
GEL 4160 16.0 50 110 16
GEL 4160-70 16.0 70 150 16
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GEL 4000R| o e o
| CORNER RADIUS LONG END MILLS (4 FLUTES)

SUPER3 g HMEOZ 02 Y0| R0t SHETS XA
HRc45~62 SZ2fol=d A 22| S8%= JlI“IH 'i' DY IS0 HE

T DXMROZ AXUyta gl orx-|x10| NESIET)

s
£0[2) Z23(0.2m) A1, LIS Hoft M52 2efet D] oy
OIMAE SRS 2Uet Chesdt AR X8

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62)

Suitable for high-precision machining and stable management due to precise tolerance
Outstanding performance at high speed machining due to the ultra fine WC grade
Various Corner Radius is appleid for chipping

[

=43 » 21468

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@D XR L1 L. dd2 L @d(hé)

GEL 4040 RO3 4XR0.3

GEL 4040 R05 4XR05 8.0 15 3.9 80

GEL 4040 R10 4XR1.0

GEL 4060 R03 6XR0.3 6
GEL 4060 R05 6XR05 12.0 18 58 90

GEL 4060 R10 6XR1.0

GEL 4080 RO3 8XR0.3

GEL 4080 R05 8XR0.5

GEL 4080 R10 8XR1.0 160 24 78 100 8
GEL 4080 R20 8XR20

GEL 4100 RO3 10XR0.3

GEL 4100 RO5 10XR 0.5

GEL 4100 R10 10XR1.0 200 30 98 100 10
GEL 4100 R20 10XR 2.0

GEL 4120 R03 12XR0.3

GEL 4120 R05 12XR0.5

GEL 4120R10 12XR 1.0 24 36 138 10 12
GEL 4120 R20 12XR 2.0
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S3143S T1IW-9

GELX 4000R | s e s
| CORNER RADIUS LONG END MILLS (4 FLUTES)

SUPER3 g HMEOZ 02 Y0| ot SHETS XA
HRc45~62 SZ2fol=d AZ2| S = LA 8 182 7150 HE

7
ksl Psi=XeI P ¥ Ty il orx-ix10| pNESIEIpII
=1}

£0[2] R252(0.2m) AHE, TLEHOIS Hoft M52 2efet D] oy
DJAXI XIS QIet Crofst AR KB

LONG SHANK Hgoz 712 He| 7@— s

Minimum chipping and Excellen wear resistance due to SUPER3 Coating

Applicable for pre-hardened and hard-to-cut material (HRC 45 ~ 62)

Suitable for high-precision machining and stable management due to precise tolerance

Outstanding performance at high speed machining due to the ultra fine WC grade

Various Corner Radius is appleid for chipping
Applied Long Shank for deep machining

SSS—————

L1

L2

#d

EFTE

Diameter of Length Overall Shank
Model No. Mill of cut Length Diameter
D L1 L @d(hé)
GELX 4040 R05 4XR05
GELX 4040 R10 4XR10 20 80 4
GELX 4060 R05 6XR05
GELX 4060 R10 6XR1.0 25 100 é
GELX 4080 R05 8XR05
GELX 4080 R10 8XR1.0 30 100 8
GELX 4080 R20 8XR2.0
GELX 4100 R05 10XR0.5
GELX 4100 R10 10XR 1.0 35 110 10
GELX 4100 R20 10XR 2.0
GELX 4120 R05 12XR0.5
GELX 4120 R10 12XR 1.0 40 110 12
GELX 4120 R20 12XR20
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ejeq jediuyoo] mpilj e,

'y Series
i . gy pasy sas
3 ardened Stee
Material Cooper Prehardened Steels NAK/skD| Hardened Steel SKD/SKT Hardened Steel SKD/SKT
Az

Hardness
HH3
Radius

RO.1
R0.15
R0O.2
R0.25
RO.3
RO.4
RO.5
R0.75
R1
R1.25
R1.5
R2
R2.5
R3
R4

R5

Ré6

30HRc ~ 45HRc 45HRc ~ 55HRc 55HRc ~ 65HRc

RPM FEED . Ae Ap

Ae A Ae A
RPM FEED 4 RPM FEED Radial Depth Axial I?epth Radial Depth Axial Depth

Ae Ap
Ratlal Depth Axial Depth RadialDepth AxialDepth  RPM  FEED

54000 430 |0.0120.008 54000 630 | 0.02 | 0.06 44300 450 | 0.04 |0.012 30000 300 |0.0230.008
54000, 720 | 0.02 0.013 54000 750 | 0.03 | 0.09 44300 600 0.024 0.072 32800 450 0.015 0.042
54000/ 870 0.028 0.016 54000 1000 | 0.04 | 0.12 |44300 800 0.032 0.096 32800 600 | 0.02 0.056
56000/ 1250 0.035 0.022 53000 1250 | 0.05 | 0.15 43500 1000 0.04 | 0.12 32200 750 0.025 0.07
58000 1510 |0.042  0.026 52000 1380 | 0.06 | 0.18 42650 1100 | 0.048 | 0.144 31500 825 | 0.03 | 0.0
52000 1870 0.056 0.036 48000 1500 | 0.08 | 0.24 39500 1200 0.064 0.192 29250 900 @ 0.04 0.112
41000/ 1660 | 0.063 | 0.04 |45000| 1560 | 0.1 | 0.3 36900 1250 | 0.08 | 0.24 27300 940 | 0.05  0.14
27000 1830 0.087 0.068 35000 1600 | 0.15 | 0.45 28700 1280 0.12 | 0.36 21500 960 0.075 0.21
20000 1780 |0.1120.089 /30000 1850 | 0.2 | 0.6 24600 1480 | 0.16 | 0.48 [18250 1110 | 0.1 | 0.28
16000/ 1840 1 0.067 0.115 25500 1600  0.25 0.542 21000 1280 0.2 | 0.43 15500 960 0.125 0.251
13000 2220 |0.197|0.171|25500] 2520 | 0.3 |0.957 21000 2050 | 0.24 | 0.766 15500 1530 | 0.15 | 0.447
10000 2080 |0.266 | 0.208 21000 2450 = 0.4 | 1.38 17300 1960 | 0.32 | 1.1 12800 1470 0.2  0.644
8300 | 1990 ' 0.215 0.24 [18000 2560 | 0.5 | 1.66 |14800 2050 | 0.4 | 1.33 |11000] 1530 | 0.25 @ 0.77
6900 1940 | 0.29 1 0.281 16000 2700 | 0.6 @ 2.34 [13000 2160 | 0.48  1.87 | 9600 1620 | 0.3 | 1.09
5720 | 1000 | 0.4 | 0.175 /12500 2300 0.8 | 3.1 |10250 1840 | 0.64 @ 2.48 | 7600 1380 | 0.4 | 1.446
4550 | 700 | 0.5 ' 0.154 10500 2200 | 1 |3.75 8650 1780 0.8 3 | 6400 1340 0.5 | 1.75
3770 | 600 | 0.6 1 0.159|9000 1850 | 1.2 | 4.42 | 7380 1480 0.96 | 3.54 5450 1110 | 0.6 | 2.06

+ Ap : Axial Depth T

Folaf + Ae : Radial Depth A
=Ho 1 ) - p
Depth of Cut D : Outside Dimeter l

AN

CAUTION

* n:Speed
* Vf: Feed
<~ Ae —

c 2% WY Olot oo fFo|Lt S mhof oot YO VS F0| w4 USH
« NETON| HEA] Fxfoll Y ciR O] A S0 QL=X] 2QISEA 7| HERILICE

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
+ Confirm fire prevention countermeasure beforehand necessarily before use.
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& | GE 2000 Series | 2= 270{-Slotting |

a2/ NACY/EAS| =Y DF=Y
Mat;rial Alloy Steels/ Hardened Steel / Prehardened Steels Hardened Steels
Heat Resistant Steels
o= 30HRc ~ 40HRc 4LO0HRc~50HRc  50HRc~55HRc  55HRc~60HRc  60HRc ~ 65HRc
Dia%!m?ter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
0.2mm 50000 130 45000 115 40000 95 33000 60 33000 45
0.3mm 50000 190 45000 140 40000 115 33000 70 25000 50 J
0.4mm 50000 235 45000 180 40000 140 33000 90 25000 55
0.5mm 50000 370 45000 280 40000 220 33000 140 25000 85 J
0.6mm 50000 470 45000 360 40000 285 30000 160 25000 105 —
0.8mm 50000 600 40000 440 30000 295 25000 185 19000 110 z
0.9mm 49000 655 39000 520 27800 330 22700 205 17500 125 I
Tmm 48000 750 38000 570 25500 360 20500 215 16000 135
2mm 33300 850 26000 680 17500 420 14500 260 11000 160 Q
3mm 21800 850 17300 680 11500 420 9500 260 7500 160
4mm 16700 880 13200 700 8800 440 7200 270 5600 170
5mm 15700 1000 12500 805 8300 500 6400 285 5100 180 m
6mm 13100 950 10350 770 6900 480 5300 280 4200 180 )
8mm 9880 930 7800 720 5200 445 4000 255 3200 165 m
10mm 7800 850 6150 680 4100 415 3200 240 2550 155 Q
12mm 6650 850 5250 680 3500 415 2650 240 2100 155
—r
‘« 1.0D »‘ o m
zo
Depth of Cut 0.05D U
¥ » —
/ c
L
& | GE 2000 seri g 27[0f-Si |
& Series 24 AF|0{-Side Cutt|ng ‘ 8
THCIE
dened St -

= Sk7H/LHoiZE TASZ/ZR|S|EL
Mlﬂ:j;ﬂl zlll:n;y? élt-ﬂeais(j Hardene;gt:eeﬁ/PreI!g!'decr’led Steels Har teels
Heat Resistant Steels NAK / SKD STAVX / SKD / SKT SKD11/SKDé1 SKD /SKD11
A
Hoctness 30HRc ~ 40HRc 40HRc~50HRc  50HRc~55HRc  55HRc~60HRc  60HRc ~ 65HRc

oi a%f'ft o RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
Tmm 50000 100 45000 100 40000 90 33000 50 33000 40
2mm 50000 130 45000 115 40000 95 33000 60 33000 45
3mm 50000 190 45000 140 40000 115 33000 70 25000 50
4mm 50000 235 45000 180 40000 140 33000 90 25000 55
5mm 50000 370 45000 280 40000 220 33000 140 25000 85
6mm 50000 470 45000 360 40000 285 30000 160 25000 105
8mm 50000 600 40000 440 30000 295 25000 185 19000 110
10mm 49000 655 39000 520 27800 330 22700 205 17500 125
12mm 48000 750 38000 570 25500 360 20500 215 16000 135
0.03D
Holzk T
=2HOo 1.0D
Depth of Cut l
I
N BOOYOUNG

A\
% PRECISION TOOL CO_,LTD. 1 03



%> | GE 4000 seri L AZ0f

<1 Series 4= A3 |
I B/ DF=

g3y

Heat Resistant Steels

e 30HRc ~ 40HRc 4OHRc ~ 50HRc
Diﬂ’g’ter RPM FEED RPM FEED
1mm 48000 1480 38000 1050
2mm 33300 1750 26000 1250

G) 3mm 21800 1750 17300 1250

] 4mm 16700 1800 13200 1300

z 5mm 15700 2000 12500 1500
6mm 13100 1950 10350 1400

— 7mm 11000 1900 9000 1380

~ 8mm 9880 1880 7800 1350

- 9mm 7800 1750 6150 1260
10mm 6650 1750 5250 1260
11mm 5600 1680 4300 1150

-] 12mm 5600 1680 4300 1150

0 14mm 4650 1600 3500 1050
16mm 4650 1600 3500 1050

n 0.03D

- x

- o 0.020

= Depth of Cut l

0 -

Q

F

-

Q)

Y

c 2% YYo= 0lph S el /HO|LE S+ nhEof o Ft EUYO| JtE S0l Wl s AU CH

« ALSTOf HEE A ShAHol Y ChA{ O] O 0f Q=X =HQISHA| 7| HEEHLICY.

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
+ Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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¢ | GE 2000R series | 22 ElIEI?£ - Slotting

e B3z/En AFEZ/Z2ASIEY aA=Y

h;;lt;rxiﬂl Alloy Steels/ Hardened Steel / Prehardened Steels Hardened Steels
fsatResEusiesl

o= 4LOHRc~50HRc  50HRc~55HRc  55HRc~60HRc  60HRc ~ 65HRc

oz
Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

Tmm 48000 600 38000 456 25500 288 20500 172 16000 108
2mm 33300 680 26000 544 17500 336 14500 208 11000 128
3mm 21800 680 17300 544 11500 336 9500 208 7500 128
4mm 16700 704 13200 560 8800 352 7200 216 5600 136
5mm 15700 800 12500 YA 8300 400 6400 228 5100 144
6mm 13100 760 10350 646 6900 384 5300 224 4200 144
8mm 9880 744 7800 576 5200 356 4000 204 3200 132
10mm 7800 680 6150 544 4100 332 3200 192 2550 124
12mm 6650 680 5250 544 3500 332 2650 192 2100 124

\« 1.0D »\ - \« 1.0D »\

S ! -
Depth of Cut 0-35'3 o.sz

Technical Data gcill|nE

& | GE 2000R seri o ZCIRA - Si i

¢ Series 2= 2A - Side Cutting ‘
— 3 LAEZ/ZE6|1EY HE7t

Shella e

LEREEARECTD
o= 30HRc~40HRc  4OHRc~50HRc  50HRc~55HRc  55HRc~60HRc  60HRc ~ 65HRC

o K

213

Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
Tmm 48000 840 38000 656 25500 408 20500 248 16000 152
2mm 33300 960 26000 776 17500 480 14500 296 11000 184
3mm 21800 960 17300 776 11500 480 9500 296 7500 184

4mm 16700 1000 13200 800 8800 500 7200 308 5600 192
5mm 15700 1160 12500 920 8300 568 6400 328 5100 208

é6mm 13100 1080 10350 880 6900 552 5300 320 4200 204
8mm 9880 1056 7800 824 5200 508 4000 292 3200 188
10mm 7800 960 6150 776 4100 472 3200 272 2550 176
12mm 6650 960 5250 776 3500 472 2650 272 2100 176
0.03D
i
2o 1.0
Depth of Cut l
I,
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¢ | GEL 4000 Series | 42 230f

TARY| Sk27b/ ERAZE mafsiE nb:[=F1;
Material Alloy Steels/ Carbon Steels Prehardened Steels Hardened Steels

ho ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
P~
Strength ~ 1100N/ mnf 1100 ~ 1500N/ mnf 1500 ~ 2000N/mnf
o1
Diameter RPM FEED RPM FEED RPM FEED
O 2.0 6300.0 100.0 5040.0 80.0 3150.0 45.0
i 3.0 4410.0 115.0 3570.0 100.0 2200.0 55.0
4.0 3570.0 140.0 2840.0 115.0 1790.0 60.0
z 5.0 3050.0 180.0 2420.0 140.0 1580.0 70.0
— 6.0 2630.0 2150 2100.0 180.0 1370.0 90.0
I 8.0 2000.0 230.0 1580.0 180.0 1050.0 90.0
r 10.0 1680.0 230.0 1370.0 180.0 840.0 90.0
12.0 1370.0 180.0 1160.0 160.0 700.0 70.0
16.0 1160.0 160.0 890.0 125.0 560.0 60.0
q 20.0 840.0 115.0 680.0 90.0 4200 45,0
: UO5D 0.02D RPM = rev/min
: — -— Feed = mm/min
o
—
O \ : LFuICIOA
0 > | GEL 4000R, GELX 4000R Series | 4<! &ici2A |
~
m TR Sk27t/ ERAZE Za[sp=Zt DACH
Material Alloy Steels/ Carbon Steels Prehardened Steels Hardened Steels
o= ~HRc 35 HRc 35 ~ HRc 45 HRc 45 ~ HRc 55
4=
St::n gth ~1100N/ maf 1100 ~ 1500N/ maf 1500 ~ 2000N/mnf
ol
Diameter RPM FEED RPM FEED RPM FEED
4.0 12800.0 500.0 8200.0 360.0 5150.0 160.0
6.0 9500.0 510.0 6000.0 430.0 3930.0 200.0
8.0 7200.0 550.0 45500 430.0 3020.0 200.0
10.0 6000.0 550.0 4000.0 430.0 24200 200.0
12.0 5000.0 4300 3340.0 380.0 2000.0 160.0
16.0 3720.0 3300 2520.0 280.0 1540.0 135.0
20.0 3000.0 270.0 1950.0 210.0 1200.0 100.0

%%%%7/7}7 RPM = rev/min
I U 020 Feed = mm/min
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HRC 50~62

» SSBU 4000
» SSEU 4000/ 4000R
» SSEUR (SUS ROUGHING)
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=
r
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m
2
m
"

H
I UNEQUAL HELIX BALL END MILLS (4 FLUTES)

+ SUS ! sticky material & 7t&8 82 2M HRc400[5t HE Tt (D)

* HESH FluteNBOR 124 TS 2AN SHH IIZ Its TIAIN m ﬂ
o1 1015 dH S8 4F BALL HE o1

4 Suitable for those below HRc40 as machining for SUS and sticky material |

4 Possible to perform semi-roughing, and finishing by reducing vibration when machining

with unequal flute
4 Apply 4F BALL for machining of high speed and feedrate surface

aS—— S

]Ed

—~ ===

EFRE s 3 | sasg

o —-_-_-
@D L1 L2 @d2 L

@d(hé)
SSBU 4040 4 8 15 3.8 60 6
SSBU 4050 5 9 15 48 60 6
SSBU 4060 6 10 15 5.7 60 6
SSBU 4080 8 12 20 7.7 60 8
SSBU 4100 10 14 25 9.7 70 10
SSBU 4120 12 16 30 11.7 80 12
SSBU 4160 16 22 38 15.6 100 16
SSBU 4200 20 26 50 19.6 105 20
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IIJ

UNEQUAL HELIX END MILLS (4 FLUTES)

+ SUS Y sticky material & 7t2 &

M20 24 HRc400[5t M2 Its (D
+ $558 FUteNBOR I 34 TS 24N SEA 12 7i5 TIAIN 'dl tﬁ E
o & 10|14 AM J2E 4F BALL X

t5
P112
4 Suitable for those below HRc40 as machining for SUS and sticky material f\_
4 Possible to perform semi-roughing, and finishing by reducing vibration when machining R

with unequal flute
4 Apply 4F BALL for machining of high speed and feedrate surface

R
"

ﬁ_ ¢D§

L1

#d

L

swes | 83 | 34 | @ | 83 | 435 |

ModelNo. —————

@d(hé)
SSEU 4030 3.0 - 8 57 6
SSEU 4030 R02 3.0 0.2 8 57 6
SSEU 4040 4.0 - 11 57 6
SSEU 4040 R02 4.0 0.2 11 57 6
SSEU 4040 R03 4.0 0.3 11 57 6
SSEU 4050 5.0 = 13 57 6
SSEU 4050 R02 5.0 0.2 13 57 6
SSEU 4060 6.0 = 13 57 6
SSEU 4060 R02 6.0 0.2 13 57 6
SSEU 4060 R05 6.0 0.5 13 57 6
SSEU 4080 8.0 - 19 63 8
SSEU 4080 R02 8.0 0.2 19 63 8
SSEU 4080 R05 8.0 0.5 19 63 8
SSEU 4100 10.0 = 22 72 10
SSEU 4100 R02 10.0 0.2 22 72 10
SSEU 4100 R03 10.0 0.3 22 72 10
SSEU 4100 R05 10.0 0.5 22 72 10
SSEU 4120 12.0 = 26 83 12
SSEU 4120 R02 12.0 0.2 26 83 12
SSEU 4120 R03 12.0 0.3 26 83 12
SSEU 4120 R05 12.0 0.5 26 83 12
SSEU 4140 14.0 = 32 92 16
SSEU 4140 R03 14.0 03 32 92 16
SSEU 4140 R05 14.0 0.5 32 92 16
SSEU 4160 16.0 - 32 92 16
SSEU 4160 R03 16.0 03 32 92 16
SSEU 4160 R05 16.0 0.5 32 92 16
SSEU 4200 20.0 = 38 104 20
SSEU 4200 R05 20.0 0.5 38 104 20
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=
r
r
"
m
2
m
"

SSEU 3 > El-ul =g
3 5F ROUGHING END MILL (4 FLUTES)
o 3137, SUS X 213 S LhA) 750 ekt
o HES HABH FLUTE Ciftel Ngaiol 04, 0js kR0l ks [ ﬂ @ Eﬂ ﬁg
o ZREAN 25 K12 255 9ol 2 ProtectS X8

P113
# Applicable for Alloy-steel, Stainless Steel, Inconel, and hard-to-cut material W r\_
4 Applied suitable geometry to minimize the vibration and enable high speed machining R
4 Corner Protection is applied to minimize the chipping during the machining

d,/ EENTEE ‘
L

244z M A Jadaner | ¢ @ | Ho® | 43F | ¢

Model No. —---- Flutes

@d(hé)
SSEUR 3030 3 02 10 50 6 3
SSEUR 3040 4 0.2 12 56 6 3
SSEUR 4050 5 0.2 15 60 6 4
SSEUR 4060 6 0.2 16 60 6 4
SSEUR 4080 8 0.2 22 70 8 4
SSEUR 4100 10 03 25 75 10 4
SSEUR 4120 12 03 30 80 12 4
SSEUR 5140 14 0.5 32 90 16 3
SSEUR 5160 16 0.5 35 100 16 5
SSEUR 5160-35 16 0.5 45 100 16 5
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45 | SSBU 4000Series | 42 7S¢

MATERIAL ALLOY STEELS CAST IRON STA'NLESSTﬁTAENEI'DSM?’OUSER'ES STAINLESS STEELS 400SERIES

ik

R

RADIUS RPM FEED RPM FEED RPM FEED
R2.5 8090 410 4050 165 5600 230
R3 6750 480 3350 190 4700 265
R4 5050 620 2500 250 3500 340
R5 4050 780 2050 320 2800 430
R6 3370 750 1680 310 2350 435
R8 2530 700 1250 300 1750 395
R10 2030 680 1000 290 1400 370

N
ae : D1~D4=0.05%D ae
D5~D8=0.25mm 1
D10~D12=0.30mm /
ap : D1~D12=0.05%xD RPM = rev/min
ap Feed = mm/min

%> | SSEU 4000Series | 42 #5%=

MATERIAL ALLOY STEELS CAST IRON STA'NLES%ISTLENEI'DSM?’UUSER'ES STAINLESS STEELS 400SERIES

II |

ejeqiediuys9]l mllE{plss

DIAMETER RPM FEED RPM FEED RPM FEED
3.0 13500 275 6690 105 9350 145
4.0 10100 370 5050 135 7000 185
5.0 8090 410 4050 165 5600 230
6.0 6750 480 3350 190 4700 265
8.0 5050 620 2500 250 3500 340
10.0 4050 780 2050 320 2800 430
12.0 3370 750 1680 310 2350 435
ol ||
“—D" RPM = rev/min

Feed = mm/min

c =% WY QI5HBAO| FOILE S Lol oot FEUYO| IS T L AL

 AHSTIO| BHEA] S0 Y 0| nfE E|of A=K =Hel5HA 7| HEEHLIC.

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
+ Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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& SSEUR Series | 3-5¢ 21 |

Q1M Diameter RPM FEED
6.0 4410.0 335.0
8.0 3310.0 335.0
10.0 2680.0 330.0
12.0 2205.0 330.0
14.0 1950.0 315.0
16.0 1730.0 295.0
20.0 1260.0 210.0
12.0 1370.0 180.0
16.0 1160.0 160.0
20.0 840.0 115.0

10D
A:@6~®10=0.25xD 77 v
®12~016=0.15xD AI

®18~020=0.10xD

RPM = rev/min
Feed = mm/min

Technical Data BV Y[ [HE

‘XA BOOYOUNG

A\
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High Speed
High Precision
Low Vibration

Carbide Material




Z\ BOOYOUNG
\/ TODLS

BY-007

RIB SERIES

HRC 500[&}

» BYRB
» BYRE
» BYRE 2000R
» BYRE 4000R




L00-A8

S3143S 9ld

BYRB

2d 2s g =Y

TISIN 28 Mgo =z MAX S £ A5}E|H LIOtZH0| 48

HRc50 05t 24 & Z2lst=d, Bad, Had, 5 5 tdet WA ¥ & Jts
70| 7122 9t 2 M2

I OE2 Tl ©—1 1o

Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50

Apply long neck for depth machining

LONG NECK RIB BALL END MILLS (2 FLUTES)

D0
L5 B 62

&_“— #D IS ¢d2$ I lE
e L
R [~ Le L
29 x fay
Radius x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
RXLz L1 Jd2 L @d(hé)
BYRB000601 R 0.03 X 0.1 0.1 - 40 4
BYRB000801 R 0.04 X 0.1 0.1 = 40 4
BYRB001003 R 0.05X 0.3 0.15 0.09 40 4
BYRB001005 R 0.05 X 0.5 0.15 0.09 40 4
BYRB00201 R0.1X1 0.2 0.18 40 4
BYRB00215 R0.1X 1.5 0.2 0.18 40 4
BYRB00202 R0.1X2 0.2 0.18 40 4
BYRB00301 R0.15X 1 0.3 0.26 40 4
BYRB00315 R0.15X 1.5 0.3 0.26 40 4
BYRB00302 R0.15X 2 0.3 0.26 40 4
BYRB00303 R0.15X3 0.3 0.26 40 4
BYRB004015 R0.2X1.5 0.4 0.36 40 4
BYRB00402 R0.2X2 0.4 0.36 40 4
BYRB00403 R0.2X3 0.4 0.36 40 4
BYRB00404 R0.2X4 0.4 0.36 40 4
BYRB00405 R0.2X5 0.4 0.36 40 4
BYRB00502 R0.25X 2 0.4 0.45 45 4
BYRB00504 R0.25X 4 0.4 0.45 45 4
BYRB00505 R 0.25X5 0.4 0.45 45 4
BYRB00506 R0.25X 6 0.4 0.45 45 4
BYRB00508 R0.25X8 0.4 0.45 45 4
BYRB00602 R0.3X2 0.5 0.55 45 4
BYRB00603 R0.3X3 0.5 0.55 45 4
BYRB00604 R0.3X4 0.5 0.55 45 4
BYRB00605 R0.3X5 0.5 0.55 45 4
BYRB00606 R0.3X6 0.5 0.55 45 4
BYRB00608 R0.3X8 0.5 0.55 45 4
BYRB00610 R0.3X 10 0.5 0.55 45 4
BYRB00702 R0.35X2 0.6 0.65 45 4
BYRB00703 R0.35X3 0.6 0.65 45 4
BYRB00704 R0.35X 4 0.6 0.65 45 4
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BYRB %2722
| LONG NECK RIB BALL END MILLS (2 FLUTES)

TiSIN 28 HE2Z HAME 2| 2515 LYAZH0| P48 (D)
HRC50 03t AT U Z2|51E2, B22, B4, £ S ChUsh IAK| X8 Jhs TISIN g E M
20/ Jt32 95t 24 Hg
Excellent wear-resistance and minimum cutting resistance due to g &y
TiSiN coating .

Suitable for various workpieces such as prehardened, alloy, and carbon

steels, as well as materials below HRc50

Apply long neck for depth machining

— $d
-— “_ #D 1] L‘\ ‘T I |3
R - Le L
29 x 28
Radius x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
R X L2 L1 Jd2 L @d(hé)
BYRB00705 R 0.35X5 0.6 0.65 45 4
BYRB00706 R0.35X 6 0.6 0.65 45 4 m
BYRB00708 R0.35X8 0.6 0.65 45 4 m
BYRB00710 R 0.35X 10 0.6 0.65 45 4 —
BYRB00802 R0.4X2 0.6 0.75 45 4 m
BYRB00803 R0.4X3 0.6 0.75 45 4
BYRB00804 RO.4X4 0.6 0.75 45 4 LLl
BYRB00805 R 0.4 X5 0.6 0.75 45 4 m
BYRB00806 R0O.4X6 0.6 0.75 45 4
BYRB00808 R0.4X8 0.6 0.75 45 4 m
BYRB00810 R0.4X10 0.6 0.75 45 4 —
BYRB01003 R0.5X3 0.8 0.95 45 4 m
BYRB01004 R0.5X4 0.8 0.95 45 4
BYRB01005 R0.5X5 0.8 0.95 45 4
BYRBO01006 R0.5X6 0.8 0.95 45 4
BYRB01007 R0.5X7 0.8 0.95 45 4
BYRB01008 R0.5X8 0.8 0.95 45 4
BYRB01009 R0.5X9 0.8 0.95 45 4
BYRB01010 R0.5X10 0.8 0.95 45 4
BYRB01012 R0.5X12 0.8 0.95 45 4
BYRB01014 R0.5X 14 0.8 0.95 50 4
BYRBO01016 R0.5X 16 0.8 0.95 50 4
BYRB01018 R0.5X18 0.8 0.95 50 4
BYRB01020 R 0.5 X 20 0.8 0.95 60 4
BYRB01022 R0.5X22 0.8 0.95 60 4
BYRB01025 R 0.5 X 25 0.8 0.95 65 4
BYRB01030 R 0.5X30 0.8 0.95 70 4
BYRB01204 R0O.6X4 1 1.15 45 4
BYRB01206 R0.6 X6 1 1.15 45 4
BYRB01208 R0.6X8 1 1.15 45 4
BYRB01210 R0.6 X 10 1 1.15 45 4

N
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BYRB 322
| LONG NECK RIB BALL END MILLS (2 FLUTES)

TISIN 28 MO 2 HAKE 24 3l5/n Lnj2 40| 248 D)
HRc50 0lat 47 U Z2[3tE%, 8132, B4Z, 5 S T8t TAK| B8 s TISIN g % M
B P156

L3 B3 &4

[k}
7 o ols ps
|0| 7|-—l— _r_|o|- 2| 2

Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating
Suitable for various workpieces such as prehardened, alloy, and carbon

w steels, as well as materials below HRc50
< Apply long neck for depth machining
o
— $3.|
= O T —— D | z
q UH Le L
26ty x Ry
Radius x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
R X L2 L @d2 L @d(hé)
BYRB01212 R0.6X12 1 1.15 45 4
z BYRB01216 R0.6 X 16 1 1.15 50 4
— BYRB01408 R0.7X8 1.1 1.35 45 4
m BYRB01412 R0.7X12 1.1 1.35 45 4
BYRB01416 R0.7X 16 1.1 1.35 45 4
m BYRB01506 R0.75X 6 1.2 1.45 45 4
m BYRB01508 R0.75X8 1.2 1.45 45 4
BYRB01510 R0.75X 10 1.2 1.45 45 4
P ) BYRB01511 R0.75X 11 1.2 1.45 45 4
— BYRB01512 R0.75X 12 1.2 1.45 45 4
m BYRB01514 R0.75X 14 1.2 1.45 50 4
m BYRB01516 R0.75X 16 1.2 1.45 50 4
BYRB01518 R0.75X 18 1.2 1.45 60 4
BYRB01520 R 0.75 X 20 1.2 1.45 60 4
BYRB01522 R0.75X 22 1.2 1.45 60 4
BYRB01525 R 0.75 X 25 1.2 1.45 65 4
BYRB01530 R 0.75 X 30 1.2 1.45 70 4
BYRB01608 R0.8X8 1.3 1.55 45 4
BYRB01612 R0.8X12 1.3 1.55 45 4
BYRB01616 R0.8X 16 1.3 1.55 45 4
BYRB01620 R 0.8 X 20 1.3 1.55 50 4
BYRB01808 R0.9X8 1.4 1.75 45 4
BYRB01812 R0.9X12 1.4 1.75 45 4
BYRB01816 R0.9X 16 1.4 1.75 45 4
BYRB02004 R1.0X4 1.6 1.95 45 4
BYRB02006 R1.0X6 1.6 1.95 45 4
BYRB02008 R1.0X8 1.6 1.95 45 4
BYRB02009 R1.0X9 1.6 1.95 45 4
BYRB02010 R1.0X10 1.6 1.95 45 4
BYRB02011 R1.0X 11 1.6 1.95 45 4
BYRB02012 R1.0X12 1.6 1.95 45 4
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BYRB .o
| LONG NECK RIB BALL END MILLS (2 FLUTES)

TISIN 28 822 MM & 4315 H 20| @48 (D)
HRc50 0I5t 214 & ZE|stEZ, ead, H4d, & S tdet AN HE Jts TISIN g E M
Aol JSe Qe 84 HE

= o~

Excellent wear-resistance and minimum cutting resistance due to g iy
TiSiN coating

Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50
Apply long neck for depth machining

Efr #D 1 ¢d2$ I IE
L1
R /[« L
£ « 538
Radius x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
R X L2 L Jd2 L @d(hé)
BYRB02014 R1.0X14 1.6 1.95 45 4
BYRB02016 R1.0X16 1.6 1.95 45 4 m
BYRB02018 R1.0X18 1.6 1.95 45 4 m
BYRB02020 R 1.0X 20 1.6 1.95 50 4 —
BYRB02022 R1.0X22 1.6 1.95 60 4 m
BYRB02025 R 1.0 X 25 1.6 1.95 60 4
BYRB02030 R 1.0 X 30 16 1.95 60 4 LLl
BYRB02035 R 1.0 X 35 1.6 1.95 65 4 m
BYRB02512 R1.25X12 1.8 2.45 45 4
BYRB02516 R1.25X16 1.8 2.45 45 4 m
BYRB02520 R 1.25X 20 1.8 2.45 50 4 —
BYRB02525 R 1.25 X 25 1.8 2.45 60 4 m
BYRB03008 R1.5X8 2.4 2.86 50 6
BYRB03009 R1.5X9 2.4 2.86 50 6
BYRB03010 R1.5X10 2.4 2.86 50 6
BYRB03012 R1.5X12 2.4 2.86 50 6
BYRB03014 R1.5X14 2.4 2.86 50 6
BYRB03016 R1.5X16 2.4 2.86 55 6
BYRB03018 R1.5X18 2.4 2.86 55 6
BYRB03020 R 1.5X20 2.4 2.86 60 6
BYRB03025 R 1.5X25 2.4 2.86 60 6
BYRB03030 R 1.5X30 2.4 2.86 70 6
BYRB03035 R 1.5X35 2.4 2.86 75 6
BYRB03040 R 1.5X 40 2.4 2.86 80 6
BYRB04010 R2.0X10 3.2 3.86 50 6
BYRB04012 R2.0X12 3.2 3.86 50 6
BYRB04014 R2.0X14 3.2 3.86 50 6
BYRB04016 R2.0X16 3.2 3.86 60 6
BYRB04018 R2.0X18 3.2 3.86 60 6
BYRB04020 R 2.0 X 20 3.2 3.86 60 6
BYRB04025 R 2.0 X25 3.2 3.86 65 6
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BYRB %2722
| LONG NECK RIB BALL END MILLS (2 FLUTES)

 TISN 28 5802 HAR S 2| AsiE|H Lnt24o| S48 (D)
+ HRo50 0[5t AR U Z2|3iE2 837 B4, & S IS IIAK| &8 715 TISIN g E M
¢ 20| 7I2S 9t =24 M=

o T o= .

4 Excellent wear-resistance and minimum cutting resistance due to D,
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50

4 Apply long neck for depth machining

m
X
o
o
~

Model No.
BYRB04030 R 2.0 X 30 3.2 3.86 70 6
BYRB04035 R 2.0 X35 3.2 3.86 75 6
BYRBO04040 R 2.0 X 40 3.2 3.86 80 6
BYRBO04045 R 2.0 X 45 3.2 3.86 90 b
BYRB04050 R 2.0 X 50 3.2 3.86 100 6

S3143S 91y
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* TISINEE HZOE 0240l L4011, HRETS 5258,
# HRe50 Ofst &M ¥ Z2|5tE, g2, Bad, & S It UM HE 7ts
* 20| 732 95t B4 B
¢ Excellent wear-resistance and minimum cutting resistance due to

TiSiN coating
4 Suitable for various workpieces such as prehardened, alloy, and carbon

steels, as well as materials below HRc50
¢ Apply long neck for depth machining

BYRE |2 2|2 Ao =™
| LONG NECK RIB SQUARE END MILLS (2 FLUTES)

o006

% wmss

D —

$d

L

52 x %33

Diameter x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
@D X L2 L1 Jd2 L @d(hé)
BYRE 000501 D 0.05X0.1 0.1 - 40 4
BYRE 000601 D 0.06 X 0.1 0.1 = 40 4
BYRE 000701 D 0.07 X 0.1 0.1 - 40 4
BYRE 000801 D 0.08 X 0.1 0.1 = 40 4
BYRE 000901 D 0.09 X0.1 0.1 - 40 4
BYRE001003 D 0.1 X0.3 0.15 0.09 40 4
BYRE001005 D 0.1 X0.5 0.15 0.09 40 4
BYRE00201 D0.2X1 0.3 0.18 40 4
BYRE00215 D0.2X1.5 0.3 0.18 40 4
BYRE00202 D0.2X2 0.3 0.18 40 4
BYRE00301 D0.3X1 0.4 0.28 40 4
BYREO003015 D0.3X1.5 0.4 0.28 40 4
BYRE00302 D0.3X2 0.4 0.28 40 4
BYRE00303 D0.3X3 0.4 0.28 40 4
BYREO00304 D0.3X4 0.4 0.28 40 4
BYREO00401 D0.4X1 0.5 0.36 45 4
BYREO004015 D0.4X 15 0.5 0.36 45 4
BYREO00402 D0.4X2 0.5 0.36 45 4
BYRE00403 D0.4X3 0.5 0.36 45 4
BYREO00404 D0.4X4 0.3 0.36 45 4
BYRE00405 D0.4X5 0.5 0.36 45 4
BYRE00502 D0.5X2 0.6 0.45 45 4
BYREO00504 D0.5X4 0.6 0.45 45 4
BYRE00505 D0.5X5 0.6 0.45 45 4
BYREO00506 D05X6 0.6 0.45 45 4
BYRE00508 D0.5X8 0.6 0.45 45 4
BYRE00602 D0.6X2 0.7 0.55 45 4
BYRE00603 D0.6X3 0.7 0.55 45 4
BYREO00604 D0.6X4 0.7 0.55 45 4
BYRE00605 D0.6X5 0.7 0.55 45 4
BYREO00606 D0.6X6 0.7 0.55 45 4
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BYRE [C. oo
| LONG NECK RIB SQUARE END MILLS (2 FLUTES)

* TISNZSY MO L2 40| 24510, HRETS HA0e, D]
o HRCS0 Ol 3t 47 9 T2l31S, a2, B4, 5 5 LU IAM Xg Tts TISIN g

* Z0| 32 95 B4 B

P15
¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
w steels, as well as materials below HRc50
< ¢ Apply long neck for depth machining
|
o o
o * ] e | Tsa
| R | |
L g
Diameter x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
oD X L2 L1 @d2 L @d(hé)
BYRE00608 D0.6X8 0.7 0.55 45 4
z BYRE00610 D0.6X10 0.7 0.55 45 4
— BYRE00612 D0.6X12 0.7 0.55 45 4
w BYRE00702 D0.7X2 0.8 0.65 45 4
BYRE00704 D0.7X4 0.8 0.65 45 4
m BYREO00706 D0.7X6 0.8 0.65 45 4
m BYRE00708 D0.7X8 0.8 0.65 45 4
BYRE00802 D0.8X2 1.0 0.75 45 4
P ) BYRE00803 DO0.8X3 1.0 0.75 45 4
— BYREO00804 D0.8X4 1.0 0.75 45 4
m BYRE00805 D0.8X5 1.0 0.75 45 4
m BYREO00806 D0.8X6 1.0 0.75 45 4
BYRE00808 D0.8X8 1.0 0.75 45 4
BYREO00810 D0.8X10 1.0 0.75 45 4
BYRE00812 D0.8X12 1.0 0.75 45 4
BYREO01003 D1.0X3 1.2 0.95 45 4
BYREO1004 D1.0X4 1.2 0.95 45 4
BYREO01005 D1.0X5 1.2 0.95 45 4
BYRE01006 D1.0X6 1.2 0.95 45 4
BYREO01008 D1.0X8 1.2 0.95 45 4
BYRE01010 D1.0X10 1.2 0.95 45 4
BYREO01012 D1.0X12 1.2 0.95 45 4
BYREO1014 D1.0X 14 1.2 0.95 45 4
BYREO01016 D1.0X16 1.2 0.95 45 4
BYRE01020 D1.0X20 1.2 0.95 50 4
BYREO01206 D1.2X6 1.5 1.15 45 4
BYRE01208 D1.2X8 1.5 1.15 45 4
BYREO01210 D1.2X10 1.5 1.15 45 4
BYRE01212 D1.2X12 1.5 1.15 45 4
BYREO01216 D1.2X16 1.5 1.15 45 4
BYREO01408 D1.4X8 1.8 1.35 45 4
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BYRE (0. oo
| LONG NECK RIB SQUARE END MILLS (2 FLUTES)

o TSINZE HEo2 iR yo| 4511, SEETS 5258, D)
* HRC50 0[5t A7 U Zel3tS, 813, BAZ, S 5 Ciget T4 M8 Jts TISIN g k.;ﬁ

* 700/ 73S 93t 84 g

158
¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

@ Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50
¢ Apply long neck for depth machining

* fDLECmi [ T#a

L2 ‘ ‘
' L

Burs 5z 8% H %

Diameter x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
oD X L2 L Jd2 L ®d(hé)
BYREO01412 D1.4X12 1.8 1.35 45 4
BYREO01416 D1.4X16 1.8 1,39 45 4 m
BYRE01506 D1.5X6 1.8 1.45 45 4 m
BYRE01508 D1.5X8 1.8 1.45 45 4 —
BYRE01510 D1.5X10 1.8 1.45 45 4 m
BYRE01512 D1.5X12 1.8 1.45 45 4
BYREO01514 D1.5X 14 1.8 1.45 45 4 m
BYREO01516 D1.5X16 1.8 1.45 45 4 m
BYREO01518 D1.5X18 1.8 1.45 50 4
BYRE01520 D1.5X20 1.8 1.45 50 4 m
BYRE01525 D1.5X25 1.8 1.45 50 4 —
BYREO01606 D1.6X6 1.9 1.55 45 4 m
BYRE01608 D1.6X8 1.9 1.55 45 4
BYRE01610 D1.6X10 1.9 1.55 45 4
BYREO01612 D1.6X12 1.9 1.55 45 4
BYREO01614 D1.6X14 1.9 1.55 45 4
BYRE01616 D1.6X16 1.9 1.55 45 4
BYRE01618 D1.6X18 1.9 1.55 50 4
BYREO01620 D1.6X20 1.9 1.55 50 4
BYRE01808 D1.8X8 2.0 1.75 45 4
BYRE01810 D1.8X10 2.0 1.75 45 4
BYRE01812 D1.8X12 2.0 1.75 45 4
BYRE02006 D2.0X6 2.5 1.95 45 4
BYRE02008 D2.0X8 2.5 1.95 45 4
BYREO02010 D2.0X10 2.5 1.95 45 4
BYRE02012 D2.0X12 2.5 1.95 45 4
BYRE02014 D2.0X 14 2.5 1.95 45 4
BYRE02016 D2.0X16 2.5 1.95 45 4
BYRE02018 D2.0X18 2.5 1.95 50 4
BYRE02020 D2.0X20 2.5 1.95 50 4
BYRE02025 D 2.0X25 2.5 1.95 60 4
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BYRE |2 2|8 Ao A=
| LONG NECK RIB SQUARE END MILLS (2 FLUTES)

* TISNZY MO Unt2yo| 24512, HRATS 5288, D
o HRCS0 Ol 3t 47 9 T2l31S, a2, B4, § 5 LIt AW N8 7ts TISIN

* 20/ 71238 95t 84 g

P158
¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

El

# Suitable for various workpieces such as prehardened, alloy, and carbon
w steels, as well as materials below HRc50
< ¢ Apply long neck for depth machining
|

o o

() & fDI[El [ Ted

~J ek J

L
2EHS
Diameter x Length Neck Overall Shank
Model No. Effective Length of cut Diameter Length Diameter
oD X L2 L @d2 L @d(hé)

BYRE02030 D 2.0X 30 2.5 1.95 60 4

z BYRE02512 D25X12 2.5 2.45 45 4

— BYRE02516 D25X16 2.5 2.45 45 4

m BYRE02518 D25X18 2.5 2.45 50 4
BYRE02520 D25X20 2.5 2.45 50 4

m BYRE02525 D 2.5X 25 2.5 2.45 60 4

m BYRE02530 D 2.5X30 2.5 2.45 60 4
BYRE03008 D3.0X8 3.0 2.86 45 6

x BYRE03010 D3.0X10 3.0 2.86 45 6

— BYRE03012 D3.0X12 3.0 2.86 50 6

m BYRE03014 D3.0X 14 3.0 2.86 50 6

m BYREO03016 D3.0X16 3.0 2.86 55 6
BYRE03018 D3.0X18 3.0 2.86 55 6
BYRE03020 D 3.0 X 20 3.0 2.86 60 6
BYRE03025 D3.0X25 3.0 2.86 60 6
BYREO03030 D 3.0X 30 3.0 2.86 65 6
BYRE03035 D3.0X35 3.0 2.86 70 6
BYRE03040 D 3.0 X 40 3.0 2.86 75 6
BYRE04012 D4.0X12 6.0 3.86 50 6
BYRE04016 D4.0X16 6.0 3.86 55 6
BYRE04020 D 4.0X20 6.0 3.86 60 6
BYRE04025 D 4.0 X 25 6.0 3.86 60 6
BYRE04030 D 4.0 X 30 6.0 3.86 65 6
BYRE04035 D 4.0 X35 6.0 3.86 70 6
BYREO04040 D 4.0 X 40 6.0 3.86 75 6
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| New Ry

BYRE 2000R |22 8 2 éciea e @
I LONG NECK CORNER RADIUS END MILLS (2 FLUTES)

TiSIN 28 Mo 2 HAKS X|Aok|0f LHOIZ 0| R4t Gl ¢
HReS0 Of8t A7) 31 Talsl=ay, $122), BA2, 5 S Tt I X8 Tt TISIN ﬂ M
70| 7182 9igt 24 Ng 161
Excellent wear-resistance and minimum cutting resistance due to TiSiN coating w m %
Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as

materials below HRc50

Apply long neck for depth machining

R ¢d2
= ———————————— mf@;;c_‘i\L Tes

' L

CEREE

DIAx Corner Length Effective Neck Overall Shank
Model No. Radius of cut Length Diameter Length Diameter
DxCR L L. @d2 L @d(hé)

BYRE 2004R005-01 1 40

BYRE 2004R005-02 0.4XR0.05 05 2 036 40 m
BYRE 2004R005-03 3 40 m
BYRE 2004R005-04 4 40 4 —
BYRE 2004R01-01 1 40 m
BYRE 2004R01-02 2 40

BYRE 2004R01-03 04XRO1 05 3 036 40 m
BYRE 2004R01-04 4 40 m
BYRE 2005R005-01 1 45

BYRE 2005R005-02 2 45 m
BYRE 2005R005-025 0.5XR0.05 0.6 25 0.45 45 —
BYRE 2005R005-04 4 45 m
BYRE 2005R005-06 6 45 4

BYRE 2005R01-01 1 45

BYRE 2005R01-02 2 45

BYRE 2005R01-03 0.5XR0.1 0.6 3 0.45 45

BYRE 2005R01-04 4 45

BYRE 2005R01-06 6 45

BYRE 2006R005-02 2 45

BYRE 2006R005-03 3 45

BYRE 2006R005-04 0.6XR0.05 07 4 0.55 45

BYRE 2006R005-06 6 45 4

BYRE 2006R01-02 2 45

BYRE 2006R01-03 3 45

BYRE 2006R01-04 0.6XRO.1 0.7 4 0.5 45

BYRE 2006R01-06 6 45

BYRE 2006R02-04 0.6XR0.2 0.7 4 0.55 45 4

BYRE 2006R02-05 0.6 XR0.2 0.7 5 0.55 45 4

BYRE 2008R005-02 0.8 X R0.05 1 2 0.75 45 4

I.) BOOYOUNG 125

\# PRECISION TOOL CO.,LTD.



m
X
o
o
~

S3143S 91y

TR New
BYRE 2000R | A
| LONG NECK CORNER RADIUS END MILLS (2 FLUTES)
+ TISIN 25 MO 2 FAXS} £|ASlE/0] LHOFR 0| 243
7t

o T [ E R
o HRC50 O[6t ATY 5! Z2[51EZ, 3132, EtAZ S CHISH AR X Jks TISIN

+ 2000732 9t 84 xig

161
¢ Excellent wear-resistance and minimum cutting resistance due to TiSiN coating g % %
4 Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as R

materials below HRc50
4 Apply long neck for depth machining

2UHS NFx A |

Model No.
DxCR
BYRE 2008R005-04 4 45
BYRE 2008R005-06 0.8 XR0.05 1 6 0.75 45
BYRE 2008R005-08 8 45
BYRE 2008R01-02 2 45
BYRE 2008R01-04 4 45
BYRE 2008R01-06 08XRO1 ! 6 075 45 4
BYRE 2008R01-08 8 45
BYRE 2008R02-02 2 45
BYRE 2008R02-04 4 45
BYRE 2008R02-06 08XR02 1 6 0.75 45
BYRE 2008R02-08 8 45
BYRE 2010R005-04 4 45
BYRE 2010R005-06 6 45
BYRE 2010R005-08 1 XR0.05 12 8 0.95 45
BYRE 2010R005-10 10 45
BYRE 2010R005-12 12 45
BYRE 2010R01-04 4 45
BYRE 2010R01-06 6 45
BYRE 2010R01-08 1XRO0.1 1.2 8 0.95 45
BYRE 2010R01-10 10 45 4
BYRE 2010R01-12 12 45
BYRE 2010R02-04 4 45
BYRE 2010R02-06 6 45
BYRE 2010R02-08 1XR0.2 1.2 8 0.95 45
BYRE 2010R02-10 10 45
BYRE 2010R02-12 12 45
BYRE 2010R03-04 4 45
BYRE 2010R03-06 1XR0.3 1.2 6 0.95 45
BYRE 2010R03-08 8 45
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BYRE 2000R |22 &2 2 icie2 A =
| LONG NECK CORNER RADIUS END MILLS (2 FLUTES)
+ TiSIN 2 HEO2 FAXY X405 LiOf2FO| 248
7t

=y T (D) R
o HRC50 O[6t AT 5! Z2[51EZ, 3132, EtAZ S CHISH AR X Jhs TISIN

+ 2000732 9t 84 g

161
¢ Excellent wear-resistance and minimum cutting resistance due to TiSiN coating @ % %
4 Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as

materials below HRc50
4 Apply long neck for depth machining

2UHS NFx A |

Model No.

DxCR
BYRE 2010R03-10 10 45
BYRE 2010R03-12 1XR03 12 12 0.95 45 4
BYRE 2012R01-04 4 45
BYRE 2012R01-06 6 45
BYRE 2012R01-08 1.2XR0.1 1.5 8 1.15 45
BYRE 2012R01-10 10 45
BYRE 2012R01-12 12 45
BYRE 2012R02-04 4 45
BYRE 2012R02-06 6 45
BYRE 2012R02-08 1.2XR0.2 1.5 8 1.15 45 4
BYRE 2012R02-10 10 45
BYRE 2012R02-12 12 45
BYRE 2012R03-04 4 45
BYRE 2012R03-06 6 45
BYRE 2012R03-08 1.2XR0.3 15 8 1.15 45
BYRE 2012R03-10 10 45
BYRE 2012R03-12 12 45
BYRE 2015R01-04 4 45
BYRE 2015R01-06 6 45
BYRE 2015R01-08 1.5XR0.1 1.8 8 1.45 45
BYRE 2015R01-10 10 45
BYRE 2015R01-12 12 45
BYRE 2015R02-04 4 45 4
BYRE 2015R02-06 6 45
BYRE 2015R02-08 1.5XR0.2 1.8 8 1.45 45
BYRE 2015R02-10 10 45
BYRE 2015R02-12 12 45
BYRE 2015R03-04 4 45
BYRE 2015R03-06 1-5XR03 18 6 145 45
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TPl New

BYRE 2000R |22 8 & 2 éciea e @
I LONG NECK CORNER RADIUS END MILLS (2 FLUTES)

TISIN TEI H2 02 HAXS! A/ ASHE|H LHOIZA0| S43t CIl (&
HRC50 Of6t A1H W T2fl=2, 213, B4, 5 5 CiYet LA HE 7t TISIN

20| 7182 <igt 24 Ng r o
Excellent wear-resistance and minimum cutting resistance due to TiSiN coating g %
Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as

materials below HRc50
Apply long neck for depth machining

R ¢d2
- ———— m_f%c% T

' L

CEREE

DIAx Corner Length Effective Neck Overall Shank
Model No. Radius of cut Length Diameter Length Diameter
DxCR L L. Jd2 L ®d(hé)
BYRE 2015R03-08 8 45
BYRE 2015R03-10 1.5XR0.3 1.8 10 1.45 45 4
BYRE 2015R03-12 12 45
BYRE 2020R01-06 6 45
BYRE 2020R01-08 8 45
BYRE 2020R01-10 2XRO0.1 25 10 1.95 45
BYRE 2020R01-12 12 45
BYRE 2020R01-16 16 50
BYRE 2020R02-06 6 45
BYRE 2020R02-08 8 45
BYRE 2020R02-10 2XR0.2 25 10 1.95 45
BYRE 2020R02-12 12 45
BYRE 2020R02-16 16 50
BYRE 2020R03-06 6 45
BYRE 2020R03-08 8 45 4
BYRE 2020R03-10 2XR0.3 25 10 1.95 45
BYRE 2020R03-12 12 45
BYRE 2020R03-16 16 50
BYRE 2020R05-06 6 45
BYRE 2020R05-08 8 45
BYRE 2020R05-10 2XR0.5 25 10 1.95 45
BYRE 2020R05-12 12 45
BYRE 2020R05-16 16 50
BYRE 2025R02-10 10 45
BYRE 2025R02-16 25XR0.2 3 16 245 50
BYRE 2025R03-10 25X R03 10 ' 45
BYRE 2025R03-16 ' ' 16 50
BYRE 2030R01-10 10 50
BYRE 2030R01-12 3XRO 35 12 29 50 6
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BYRE 2000R |22 8 2 éciea e @
I LONG NECK CORNER RADIUS END MILLS (2 FLUTES)

TiSIN 8| H202 AR} H|ASEH L0k 40| 243 Gl (-
HRC50 Of6t A1H W T2f5=2, 213, B4, 5 5 CiYeh LA XE 7t TISIN

70| 7182 9igt 24 Ng . 161
Excellent wear-resistance and minimum cutting resistance due to TiSiN coating w m
Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as

materials below HRc50
Apply long neck for depth machining

R ¢d2
= ———————————— mf@;;c_‘i\L Tes

' L

CEREE

DIAx Corner Length Effective Neck Overall Shank

Model No. Radius of cut Length Diameter Length Diameter
DxCR L1 L2 @d2 L @d(hé)

BYRE 2030R01-16 16 55

BYRE 2030R01-20 3XRO 35 20 29 60 (n
BYRE 2030R02-10 10 50 Lu
BYRE 2030R02-12 3XR02 35 12 ”0 50 —
BYRE 2030R02-16 ' ' 16 ' 55 m
BYRE 2030R02-20 20 60 LIJ
BYRE 2030R03-10 10 50

BYRE 2030R03-12 3XR03 35 12 ”0 50 U)
BYRE 2030R03-16 16 55 s m
BYRE 2030R03-20 20 60

BYRE 2030R05-10 10 50 .
BYRE 2030R05-12 IXRO5 35 12 ”0 50 m
BYRE 2030R05-16 ' ' 16 ' 55

BYRE 2030R05-20 20 60

BYRE 2030R10-10 10 50

BYRE 2030R10-12 12 50

BYRE 2030R10-16 3XRT 35 16 29 55

BYRE 2030R10-20 20 60

BYRE 2040R01-12 12 50

BYRE 2040R01-16 16 55

BYRE 2040R01-20 4XROT 35 20 39 60

BYRE 2040R01-25 25 65

BYRE 2040R02-12 12 50

BYRE 2040R02-16 16 55 6

BYRE 2040R02-20 4XR0.2 35 20 39 60

BYRE 2040R02-25 25 65

BYRE 2040R03-12 12 50

BYRE 2040R03-16 4XR03 35 16 3.9 55

BYRE 2040R03-20 20 60
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TR New
BYRE 2000R | A
| LONG NECK CORNER RADIUS END MILLS (2 FLUTES)
+ TISIN 25 MO 2 FAXS} £|ASlE/0] LHOFR 0| 243
7t

o T [ E R
o HRC50 O[6t ATY 5! Z2[51EZ, 3132, EtAZ S CHISH AR X Jks TISIN

+ 2000732 9t 84 xig

161
¢ Excellent wear-resistance and minimum cutting resistance due to TiSiN coating g % &
4 Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as R

materials below HRc50
4 Apply long neck for depth machining

2UHS NFx A |

Model No.
DxCR
BYRE 2040R03-25 4XR0.3 3.5 25 3.9 65
BYRE 2040R05-12 12 50
BYRE 2040R05-16 16 55
BYRE 2040R05-20 4XR0S 35 20 39 60
BYRE 2040R05-25 25 65 6
BYRE 2040R10-12 12 50
BYRE 2040R10-16 16 55
BYRE 2040R10-20 4XRI 35 20 39 60
BYRE 2040R10-25 25 65
BYRE 2050R02-15 15 60
BYRE 2050R02-25 SXR0.2 6 25 49 60
BYRE 2050R05-15 15 60
BYRE 2050R05-25 SXRO5 6 25 49 60 6
BYRE 2050R10-15 15 60
BYRE 2050R10-25 SXR 6 25 49 60
BYRE 2060R01-20 6 XR0.1 20 60
BYRE 2060R02-20 6XR0.2 20 60
BYRE 2060R03-20 6XR0.3 7 20 58 60 6
BYRE 2060R05-20 6 XR0.5 20 ’ 60
BYRE 2060R10-20 6 XR1 20 60
BYRE 2060R15-20 6XR1.5 20 60
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BYRF 4000 44 24 T HCIQA A
| LONG NECK CORNER RADIUS END MILLS (4 FLUTES)
ISIN B HZOR TR HABSID] LiDIRA0| 248 (D]
PRcS0 0t 471 ZepiEe) H53, BAT. 5 5 Ciot T 58 1 tﬁ E;

201732 izt 84 X2

161
Excellent wear-resistance and minimum cutting resistance due to TiSiN coating g m %
Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as
materials below HRc50
Apply long neck for depth machining

R — gd2

e

~——————————— 1
: =

NENE

¢d

L

CEEEE

DIAx Corner Length Effective Neck Overall Shank
Model No. Radius of cut Length Diameter Length Diameter
DxCR L L2 @d2 L @d(hé)

BYRE 4010R01-04 4 45

BYRE 4010R01-06 1XRO0.1 12 6 0.95 45 m
BYRE 4010R01-08 8 45 m
BYRE 4010R02-04 4 45 —
BYRE 4010R02-06 1XR0.2 12 6 0.95 45 4 m
BYRE 4010R02-08 8 45 m
BYRE 4010R03-04 4 45

BYRE 4010R03-06 1XR0.3 12 6 0.95 45 m
BYRE 4010R03-08 8 45

BYRE 4015R01-06 6 45 E
BYRE 4015R01-08 8 45

BYRE 4015R01-10 1-5XRO 18 10 145 45 m
BYRE 4015R01-12 12 45

BYRE 4015R02-06 6 45

BYRE 4015R02-08 8 45

BYRE 4015R02-10 1:5XR02 18 10 149 45 4

BYRE 4015R02-12 12 45

BYRE 4015R03-06 6 45

BYRE 4015R03-08 8 45

BYRE 4015R03-10 1:5XR03 18 10 149 45

BYRE 4015R03-12 12 45

BYRE 4020R01-06 6 45

BYRE 4020R01-08 8 45

BYRE 4020R01-10 2XR0.1 25 10 1.95 45

BYRE 4020R01-12 12 45 4

BYRE 4020R01-16 16 45

BYRE 4020R02-06 6 45

BYRE 4020R02-08 2XR0.2 25 8 1.95 45

BYRE 4020R02-10 10 45
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PR New
BYRE 4000R |42 4 3 goAAE T
| LONG NECK CORNER RADIUS END MILLS (4 FLUTES)

TiSIN 8| H202 AR} H|ASEH L2 40] 243 Gl (.

HRC50 Ofot AT I Zafsl=2, 3132, BA2, 5 S CHofeh A XE Tt TISIN 1} o
o o/

20| 7182 <igt 24 Ng ; 161

Excellent wear-resistance and minimum cutting resistance due to TiSiN coating g % &

Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as

materials below HRc50

Apply long neck for depth machining

0.

R — gd2

&

~—————————
g ~—— L1

-«

¢d

‘Lz

L

CERETE

DIAx Corner Length Effective Neck Overall Shank
Model No. Radius of cut Length Diameter Length Diameter
DxCR L L. Jd2 L @d(hé)
BYRE 4020R02-12 12 45
BYRE 4020R02-16 2XR02 25 16 1:95 50
BYRE 4020R03-06 6 45
BYRE 4020R03-08 8 45
BYRE 4020R03-10 2XR0.3 25 10 1.95 45
BYRE 4020R03-12 12 45 4
BYRE 4020R03-16 16 50
BYRE 4020R05-06 6 45
BYRE 4020R05-08 8 45
BYRE 4020R05-10 2XR0.5 25 10 1.95 45
BYRE 4020R05-12 12 45
BYRE 4020R05-16 16 50
BYRE 4030R01-08 8 50
BYRE 4030R01-10 10 50
BYRE 4030R01-12 3XR0.1 35 12 2.9 50
BYRE 4030R01-16 16 55
BYRE 4030R01-20 20 60
BYRE 4030R02-08 8 50
BYRE 4030R02-10 10 50
BYRE 4030R02-12 3XR0.2 35 12 2.9 50
BYRE 4030R02-16 16 55 6
BYRE 4030R02-20 20 60
BYRE 4030R03-08 8 50
BYRE 4030R03-10 10 50
BYRE 4030R03-12 3XR0.3 35 12 2.9 50
BYRE 4030R03-16 16 55
BYRE 4030R03-20 20 60
BYRE 4030R05-08 8 50
BYRE 4030R05-10 3XROS 35 10 29 50
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| New JIEpee
BYRF 4000 44 24 T HCIQA A
| LONG NECK CORNER RADIUS END MILLS (4 FLUTES)
ISIN B HZOR TR HABSID] LiDIRA0| 248 (D]
PRcS0 0t 471 ZepiEe) H53, BAT. 5 5 Ciot T 58 1 tﬁ E;

201732 izt 84 X2

161
Excellent wear-resistance and minimum cutting resistance due to TiSiN coating g m %
Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as
materials below HRc50
Apply long neck for depth machining

R — gd2
v
N, #D 1 3
— = N
L2
L
DIAx Corner Length Effective Neck Overall Shank
Model No. Radius of cut Length Diameter Length Diameter
DxCR L1 L. dd2 L @d(hé)

BYRE 4030R05-12 12 50

BYRE 4030R05-16 3XR0.5 35 16 2.9 59 m
BYRE 4030R05-20 20 60 m
BYRE 4030R10-08 8 50 6 —
BYRE 4030R10-10 10 50 m
BYRE 4030R10-12 3XR1.0 3.5 12 2.9 50

BYRE 4030R10-16 16 55 m
BYRE 4030R10-20 20 60 m
BYRE 4040R01-10 10 50

BYRE 4040R01-12 12 50 m
BYRE 4040R01-16 4XR0.1 4.5 16 3.9 55 .
BYRE 4040R01-20 20 60 m
BYRE 4040R01-25 25 60

BYRE 4040R02-10 10 50

BYRE 4040R02-12 12 50

BYRE 4040R02-16 4XR0.2 45 16 3.9 59

BYRE 4040R02-20 20 60

BYRE 4040R02-25 25 60

BYRE 4040R03-10 10 50 6

BYRE 4040R03-12 12 50

BYRE 4040R03-16 4XR0.3 45 16 3.9 55

BYRE 4040R03-20 20 60

BYRE 4040R03-25 25 60

BYRE 4040R05-10 10 50

BYRE 4040R05-12 12 50

BYRE 4040R05-16 4XR0.5 45 16 3.9 38

BYRE 4040R05-20 20 60

BYRE 4040R05-25 25 60

BYRE 4040R10-10 4XR1 4.5 10 3.9 50
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T New
| LONG NECK CORNER RADIUS END MILLS (4 FLUTES)

o TiSIN ZE HRO2 AR K| ASIE|H LHOHDA0| 243} B (-
o HRC50 O[6t ATY 5! Z2[51EZ, 3132, EtAZ S CHISH AR X Jks TISIN

+ 2000732 9t 84 xig

> 161
4 Excellent wear-resistance and minimum cutting resistance due to TiSiN coating @ m &
4 Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as

materials below HRc50
4 Apply long neck for depth machining

— ¢d2

R
\
F #D o

) L1 ‘

L2
L

A7 x A

Model No. —-

DxCR L
BYRE 4040R10-12 12 50
BYRE 4040R10-16 16 55
BYRE 4040R10-20 4XRi 45 20 39 60 6
BYRE 4040R10-25 25 60
BYRE 4060R02-20 6XR0.2 20 60
BYRE 4060R03-20 6XR0.3 20 60
BYRE 4060R05-20 6XR0.5 7 20 5.8 60 6
BYRE 4060R10-20 6XR1 20 60
BYRE 4060R15-20 6XR15 20 60
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BYB 2000 o
BALL END MILLS (2 FLUTES)

o TSN 25 4852 XY A0 Unial 248

¢ Excellent wear-resistance and minimum cutting resistance due to
it ? P156
TiSiN coating
4 Suitable for various workpieces such as prehardened, alloy, and carbon steels,

as well as materials below HRc50

F =
I Z Lt

EFTE

#d

Radius Diameter of Length Overall Shank
Model No. Mill of cut Length Diameter
R @D L L @d(hé)
BYB 20006 R0.03 0.06 0.1 45 4
BYB 20008 R0.04 0.08 0.1 45 4
BYB 2001 R0.05 0.1 0.15 45 4
BYB 2002 RO.1 0.2 0.3 45 4
BYB 2003 R0.15 0.3 0.4 45 4
BYB 2004 R0.2 0.4 0.4 45 4
BYB 2005 R 0.25 0.5 1 45 4
BYB 2006 R 0.3 0.6 1.2 45 4
BYB 2008 R 0.4 0.8 1.5 45 4
BYB 2010 R 0.5 1.0 2 45 6
BYB 2015 R 0.75 1.5 4 45 6
BYB 2020 R 1.0 2.0 5 60 6
BYB 2025 R 1.25 2.5 8 60 6
BYB 2030-S3 R 1.5 3.0 8 50 3
BYB 2030 R 1.5 3.0 8 60 6
BYB 2035 R 1.75 3.5 8 60 6
BYB 2040-S4 R 2.0 4.0 8 60 4
BYB 2040 R 2.0 4.0 8 70 6
BYB 2050 R 25 5.0 10 80 6
BYB 2060 R 3.0 6.0 12 90 6
BYB 2070 R 3.5 7.0 14 90 8
BYB 2080 R 4.0 8.0 14 100 8
BYB 2090 R 4.5 9.0 18 100 10
BYB 2100 R 5.0 10.0 18 100 10
BYB 2120 R 6.0 12.0 22 110 12
BYB 2160 R 8.0 16.0 35 140 16
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| | SHORT BALL END MILLS (2 FLUTES)
¢ TiISIN 28 HEC = HAXEY & A3}x|H LAtZH0| S48
# HRc50 0|3t A% L Za|5tE2 B2, BAZ § S Chs I AR M8 Jts TIAIN § TISIN g &g
o We Uzlo| Moz 147120 2 X3}

. . E’ ~ P156
¢ Excellent wear-resistance and minimum cutting resistance due to g
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy,
and carbon steels, as well as materials below HRc50
4 Suitable for high speed machining due to short flute

El

4,
#D | I TE Type A
Rl L
| $d 7
D [N 2 TypeB
a Sl . |

ges | adex | 8 3 | 9 8 | sag | =3 | KECE
ModelNo __-_---
@d(hé)

BYBS 2010 R 0.5 1.0 1 2.5 0.95 50 6
BYBS 2015 R0.75 1.5 1.5 3.8 1.45 50 6
BYBS 2020 R 1.0 2.0 2 6 1.95 50 6
BYBS 2025 R 1.25 25 2.5 6 2.4 50 6
BYBS 2030 R1.5 3.0 3 8 2.9 50 6
BYBS 2040 R 2.0 4.0 5 10 3.9 50 6
BYBS 2050 R 2.5 5.0 6 12 4.9 50 6
BYBS 2060 R3.0 6.0 7 15 5.8 60 6
BYBS 2080 R 4.0 8.0 10 20 7.7 70 8
BYBS 2100 R5.0 10.0 12 25 9.7 70 10
BYBS 2120 R 6.0 12.0 14 30 11.7 80 12
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SHORT BALL END MILLS (3 FLUTES)

© TiSIN 28 HE22 EAMNY £ 2ofE(H LAIZY0] P48
# HRe50 Of5t 27 X Z2|3lE, B5d, B4, § 5 Yt L4M HE Jts g E

* B2 90| %802 157130 HX3,

* £33 Flutes A5 472 158 7180] 715, M I a @
@ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating
# Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50
# Suitable for high speed machining due to short flute #d. I

# Suitable for highly efficient machining due to unique design of
3 Flutes center

— e
- $d2
A
- o LA '

L2

-

-
‘ o

#d

m
X
o
o
~

$d

2EHE Aeies | A @ | Ra® | 29% | H @ | 439 |

ModelNo. -—-—-—-

@d(hé)
BYBS 3030 R1.5 3 5 10 2.9 50 6
BYBS 3040 R 2.0 4.0 5 10 3.9 50 6
BYBS 3060 R3.0 6.0 7 15 5.8 60 6
BYBS 3080 R 4.0 8.0 10 20 7.7 70 8
BYBS 3100 R5.0 10.0 12 25 9.7 70 10
BYBS 3120 R 6.0 12.0 15 30 11.7 80 12

S3143S 11vE
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BYB 4000 |.:"....."
| BALLEND MILLS (4 FLUTES)

© TSN ZY Mgo 2 HAXY A|A35lE|H Liot2Ho| 248
@ HRc50 0|5 A% & “EI StEZ, &34, EtaZd, & § HiYst A Mg Jts TIAIN
¢ 12 10|45 4H JZ2 AFBALL AR

¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50

¢ Apply 4F BALL for machining of high speed and feedrate surface

Model No.

BYB 4060 m
BYB 4060-90 R3.0 ? 90 6 I-u
BYB 4080 70 v
BYB 4080-100 Ré.0 12 100 8 ﬂ:
BYB 4100 RS0 15 70 10 |_u
BYB 4100-100 100 m
BYB 4120 R6.0 18 80 12

BYB 4120-110 ’ 110 ]

/& BOOYOUNG
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BYE 2000 |2= 2" 2<%
| SQUARE END MILLS (2 FLUTES)

o TSN 28 XBOR BAT g 5255/ LDI2H0| 242 D
o HRo50 0lat A7) % Z2(alE2, B2, B4 S Clote A 240l X8 715 TIAIN §TISIN &

L 63 £3

o DY, BAY U 7HBY0| 248 L edge HA HEY
¢ Excellent wear-resistance and minimum cutting resistance due to [\ |
TiSiN coating 30°
# Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50
¢ Adopt excellent cutting edge geometry with high precision, cutting
performance, and machinability

Ea—

¢d

L1 ‘
|
L

wno oo WA B ommee
@D L L

@d(hé)
BYE 20005 0.05 0.1 40 4
BYE 20006 0.06 0.1 40 4
BYE 20007 0.07 0.1 40 4
BYE 20008 0.08 0.15 40 4
BYE 20009 0.09 0.15 40 4
BYE 2001 0.1 0.15 40 4
BYE 2002 0.2 0.3 40 4
BYE 2003 0.3 0.4 40 4
BYE 2004 0.4 0.6 40 4
BYE 2005 0.5 1 45 4
BYE 2006 0.6 1.2 45 4
BYE 2007 0.7 1.4 45 4
BYE 2008 0.8 1.6 45 4
BYE 2009 0.9 2 45 4
BYE 2010 1.0 3 45 6
BYE 2012 1.2 4 45 6
BYE 2015 1.5 4 45 6
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BYE 2000 |2= 2 2=%
| SQUARE END MILLS (2 FLUTES)

o TISIN 28 H80=Z HANG 5 Asis|H L0t2 0| P4 .
& HRc50 03t A% & =2|5t=E 2 5%%*, Eag S Chdet A J90 HE Jts TIAIN g TISIN g T
PN S A}F % -0.

* —|K-|I:II HAM Ol J12MO| Q45 L2 edge & Ab XY EA

P158
¢ Excellent wear-resistance and minimum cutting resistance due to [\ | W
TiSiN coating 30°

# Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50

¢ Adopt excellent cutting edge geometry with high precision, cutting
performance, and machinability

e

Model No. ———

olr

#d

@D L1 L @d(hé) m
BYE 2020 20 6 45 6
BYE 2025 25 8 50 6 LIJ
BYE 2030 3.0 10 50 6 o
BYE 2035 35 10 50 6 m
BYE 2040-S4 4.0 10 50 4 |_u
BYE 2040 4.0 12 55 6 m
BYE 2050 5.0 15 55 6
BYE 2060 6.0 15 55 6 Lu
BYE 2070 7.0 20 65 8
BYE 2080 8.0 20 65 8 ﬂ:
BYE 2090 9.0 25 70 10 <
BYE 2100 10.0 25 70 10
BYE 2120 12.0 30 80 12 :
BYE 2140 14.0 40 100 16 0
BYE 2160 16.0 45 100 16
BYE 2180 18.0 50 110 18 U)
BYE 2200 20.0 50 110 20
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BYE 4000 |*= 2" 2=¥
| SQUARE END MILLS (4 FLUTES)

-

ol

o TISIN 25§02 BAx|3 325k Lnt2yo) 248 )
o HRCS0 O[3t 27} U 2SS, 822, BAZ S CI IAT Joj0| B8 7ts TIAIN §TISIN &

o 13, EA4Y R 7HE90] 240 27 edge B AMH

P15
¢ Excellent wear-resistance and minimum cutting resistance due to [\ | W
TiSiN coating 30°

# Suitable for various workpieces such as prehardened, alloy, and carbon steels,
as well as materials below HRc50

¢ Adopt excellent cutting edge geometry with high precision, cutting performance,
and machinability

m
X
o
o
~

m BYE 4010 1.0 3 45 4
O BYE 4015 1.5 4 45 4
C BYE 4020 2.0 6 45 b

BYE 4030 3.0 10 50 b
> BYE 4040-S4 4.0 10 50 4
x BYE 4040 4.0 12 50 b
m BYE 4050 5.0 15 55 b

BYE 4060 6.0 15 55 b
m BYE 4070 7.0 20 65 8

BYE 4080 8.0 20 65 8
I11 BYE 4090 9.0 25 70 10
z BYE 4100 10.0 25 70 10
— BYE 4120 12.0 30 80 12
m BYE 4140 14.0 40 100 16
m BYE 4160 16.0 45 100 16

BYE 4180 18.0 50 110 18

BYE 4200 20.0 50 110 20
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BYEL 2000 | icoomsan
| SQUARE LONG END MILLS (2 FLUTES)

o TiSIN 28 MEO 2 HAXe} 24350 LiDHZ2-H0| S48t | D |
A} TISIN g TIAIN g t:;ﬂ

4o To— =
¢ HRc500[8t 27 3! Z25k=g, 28 Bay 5 bt

o Y TAY U IRBHO| 248 L edge T K

T

X 0 X8 75

0

# Excellent wear-resistance and minimum cutting resistance due to TiSiN coating

P159
_ . . .~ . ‘\\\‘ W m
# Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as 30°

materials below HRc50
+ Adopt excellent cutting edge geometry with high precision, cutting performance, and
machinability

¢d

Model No.

BYEL 2040 4 - - 6
BYEL 2060 6 30 80 6
BYEL 2080 8 30 80 8
BYEL 2100 10 85 90 10
BYEL 2120 12 40 110 12
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BYEL 4000 | = 2% & a<2
| SQUARE LONG END MILLS (4 FLUTES)

o TISIN 28 H2O2 HAK S £ 4545 H |02 40| S45 D
# HRe50 05t &4 & ZefstEd, Bgd, Bad S LIt mAM 90 H8 Jts TIAIN §TISIN %

o DY FA4Y U I1BH0| 245 L edge BY A

P159
@ Excellent wear-resistance and minimum cutting resistance due to [\ \\ | W
TiSiN coating 30°

# Suitable for various workpieces such as prehardened, alloy, and carbon steels,
as well as materials below HRc50

¢ Adopt excellent cutting edge geometry with high precision, cutting performance,
and machinability

_— — |

wove DWW MR olmee
La L

m
N
o
o
~

m D @d(hé)
o BYEL 4040-S4 4.0 20 80 4
BYEL 4040 4.0 20 80 6
C BYEL 4050 5.0 30 80 6
BYEL 4060 6.0 20 80 6
> BYEL 4060-40 6.0 40 110 6
x BYEL 4080 8.0 30 80 8
m BYEL 4080-50 8.0 50 100 8
BYEL 4100 10.0 35 90 10
m BYEL 4100-50 10.0 50 110 10
BYEL 4120 12.0 40 110 12
m BYEL 4120-60 12.0 60 120 12
z BYEL 4140 14.0 50 110 16
— BYEL 4160 16.0 50 110 16
|'|'| BYEL 4160-70 16.0 70 150 16
m BYEL 4180 18.0 50 110 18
BYEL 4180-70 18.0 70 150 18
BYEL 4200 20.0 50 110 20
BYEL 4200-80 20.0 80 150 20
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» BYE 2000R
» BYE 4000R
» BYEL 2000R
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CORNER RADIUS END MILLS (2 FLUTES)
¢ TISIN ZE 202 HAK St & A515|H LOj2A0| 248 (D
¢ HRc50 Ofst X & Z2[otEZ, giad, AL S Tt m|AXf FHof TIAIN § TISIN g ﬁa m
M2 I
o DEYIMY 9 1BHO| 245 U edge B4 A 0,
¢ DIMIKI%‘ E';IIE et otyst ZHR AHE % &

¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50

¢ Adopt excellent cutting edge geometry with high precision, cutting
performance, and machinability

4 Apply various corner radius to prevent micro-chipping

$D T I !

EJ L2 L
/R #d2
PO S—— ¢Dm Type B
E—— B
L2
L

¢d

Type A

$d

EFE N 2wy | § ¥ | 8% [ =93 | 8 8 | 9433 |
Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L1 L2 @d2 L @d(hé)
BYE 2010 RO1 1XRO0.1 1.5 3 0.95 50 6
BYE 2010 R02-S4 1XRO0.2 1.5 3 0.95 45 4
BYE 2010 R02 1XR0.2 1.5 3 0.95 50 6
BYE 2015 RO1 1.5XR0.1 2.3 4.5 1.45 50 6
BYE 2015 R02 1.5XR0.2 2.3 4.5 1.45 50 6
BYE 2020 R02-S4 2XR0.2 3 6 1.95 45 4
BYE 2020 R02 2XR0.2 3 6 1.95 50 6
BYE 2020 R03-S4 2XR0.3 3 6 1.95 45 4
BYE 2020 R05 2XR0.5 3 6 1.95 50 6
BYE 2025 R02 25XR0.2 4 8 2.45 50 6
BYE 2030 R02 3XRO0.2 4.5 10 2.9 50 6
BYE 2030 R03 3XRO0.3 4.5 10 2.9 50 6
BYE 2030 R0O5 3XRO0.5 4.5 10 2.9 50 6
BYE 2040 R02 40XRO0.2 6 12 3.9 50 6
BYE 2040 R03 40XRO0.3 6 12 3.9 50 6
BYE 2040 RO5 4.0XRO0.5 6 12 3.9 50 6
BYE 2050 R03 5.0XR0.3 7.5 15 4.9 55 6
BYE 2050 R05 5.0XRO0.5 7.5 15 4.9 o5 [
BYE 2050 R10 5.0XR1.0 7.5 15 4.9 55 6
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BYE 2000R I25ccitcwmisron
| CORNER RADIUS END MILLS (2 FLUTES)

¢ TiSIN ZE 202 MAK 3} £ 45150 L{OFEA0| 248 R | D)
¢ HRc50 Ofot A% X Z2|otEH, etad, Bad & Chsh I AR FHo TIAIN § TISIN g E M

e s

o TEY IAY % ABHO| 245 ¥ edge B4 A S 0
o DIAE WAE S8 Ty 2UR 8 [r

¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50

4 Adopt excellent cutting edge geometry with high precision, cutting
performance, and machinability

4 Apply various corner radius to prevent micro-chipping

I'|I'I

R, #d2
- ) $D 75 S 12 TypeA
F L L
L
fR —$d,
— ¢D® 3 TypeB
LU
- L
EFE N 2w | 4 ¥ | 8w | =93 | 8 & | 933 |
Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L L2 @d2 L @d(hé)
BYE 2060 R02 6.0XR0.2 9 15 5.8 60 6
BYE 2060 R03 6.0XRO0.3 9 15 5.8 60 6
BYE 2060 R0O5 6.0XRO0.5 9 15 5.8 60 6
BYE 2060 R10 6.0XR1.0 9 15 5.8 60 6
BYE 2080 RO3 8.0XRO0.3 12 20 7.8 65 8
BYE 2080 R05 8.0XRO0.5 12 20 7.8 65 8
BYE 2080 R10 8.0XR1.0 12 20 7.8 65 8
BYE 2100 R03 10.0XRO0.3 15 25 9.8 70 10
BYE 2100 R0O5 10.0XR 0.5 15 25 9.8 70 10
BYE 2100 R10 10.L0XR 1.0 15 25 9.8 70 10
BYE 2120 R03 120XR0.3 18 30 11.8 80 12
BYE 2120 R05 120X R 0.5 18 30 11.8 80 12
BYE 2120 R10 120XR 1.0 18 30 11.8 80 12
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L00-A8

BYE 400QR |2 2245 2=
I CORNER RADIUS END MILLS (4 FLUTES)

¢ TiISIN T8 207 HANE HA3lEH Ljot2Ao| 48 R (D
o HRo50 015} AR 8 ZesiEZ) B22 BA% S Ciore KA H0 T sy E Eﬁ

HE s

o AR P161
o THY ZAH U JHZH0| D45 L edge B A -
o DIHXIE BX S 93t Ciyst RS Mr

¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50

¢ Adopt excellent cutting edge geometry with high precision, cutting
performance, and machinability

4 Apply various corner radius to prevent micro-chipping

/& $d,
$D T : 12 TypeA
EJ L2 L
ST
¢D| 2 TypeB
NN ®

L

| cuvs | sacouwa | w5 | sa% | 8¥4 | § % | 433 |

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
ZDXR L L2 dd2 L @d(hé)
BYE 4010 R0O3 1XRO0.3 1.5 3 0.95 50 6
BYE 4020 R02 2XR0.2 3 6 1.95 50 6
BYE 4020 R03 2XRO0.3 3 6 1.95 50 6
BYE 4030 RO3 3XRO0.3 4.5 12 2.9 50 6
BYE 4030 R0O5 3XRO0.5 4.5 12 2.9 50 6
BYE 4040 R02 4XRO0.2 6 15 3.9 50 6
BYE 4040 R0O3 4XRO0.3 6 15 3.9 50 6
BYE 4040 RO5 4XR0.5 6 15 3.9 50 6
BYE 4060 R02 6XRO0.2 9 18 5.8 60 6
BYE 4060 RO3 6 XRO0.3 9 18 5.8 60 6
BYE 4060 R0O5 6 XRO0.5 9 18 5.8 60 6
BYE 4060 R10 6XR1.0 9 18 5.8 60 6
BYE 4080 R0O5 8XRO0.5 12 24 7.8 65 8
BYE 4080 R10 8XR 1.0 12 24 7.8 65 8
BYE 4100 RO5 10XR0.5 15 30 9.8 70 10
BYE 4100 R10 10XR 1.0 15 30 9.8 70 10
BYE 4120 R0O5 12XR0.5 18 36 11.8 80 12
BYE 4120 R10 12XR 1.0 18 36 11.8 80 12
BYE 4120 R15 12XR 1.5 18 36 11.8 80 12
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BYEL 2000R g 34 g2 d=T
| CORNER RADIUS END MILLS (2 FLUTES)

¢ TISIN 28 M80 2 MAX 3 2| A3tE|H Lint2 40| 248 < (33
¢ HR50 0I5t A% ¥ Z2|5EZ, B2, B4 5 Oys mam gojo xg ots LA pikl g E
O ASI LI EH

* DY FAN U IBH0 243 L edge B4

¢ DMA1E YRS 98 et THR HE % P161
¢ Excellent wear-resistance and minimum cutting resistance due to TiSiN coating R

4 Suitable for various workpieces such as prehardened, alloy, and carbon steels, as well as
materials below HRc50

4 Adopt excellent cutting edge geometry with high precision, cutting performance,
and machinability

4 Apply various corner radius to prevent micro-chipping

#D
R

AN >
P SIS N T

3«33 | @ 8 | sa% | avg | © 3 | 433

L

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
@DXR L L2 Jd2 L @d(hé)
BYEL 2030 R02 3.0XRO0.2 6 12 2.9 70 6
BYEL 2030 R03 3.0XR0.3 6 12 2.9 70 6
BYEL 2030 R05 3.0XRO0.5 6 12 2.9 70 6
BYEL 2040 R02 40XRO0.2 6 15 3.9 80 6
BYEL 2040 RO3 40XRO0.3 6 15 3.9 80 6
BYEL 2040 R05 4.0XRO0.5 6 15 3.9 80 6
BYEL 2040 R10 40XR1.0 6 15 3.9 80 6
BYEL 2060 R02 6.0XRO0.2 9 18 5.8 90 6
BYEL 2060 R03 6.0XR0.3 9 18 5.8 90 6
BYEL 2060 R05 6.0XRO0.5 9 18 5.8 90 6
BYEL 2060 R10 6.0XR1.0 9 18 5.8 90 6
BYEL 2080 R02 8.0XRO0.2 12 20 7.8 100 8
BYEL 2080 R03 8.0XRO0.3 12 20 7.8 100 8
BYEL 2080 R05 8.0XR 0.5 12 20 7.8 100 8
BYEL 2080 R10 8.0XR1.0 12 20 7.8 100 8
BYEL 2100 R03 10.0XR 0.3 15 25 9.8 100 10
BYEL 2100 R05 10.0XR0.5 15 25 9.8 100 10
BYEL 2100 R10 10.0XR 1.0 15 25 9.8 100 10
BYEL 2100 R20 10.0XR 2.0 15 25 9.8 100 10
BYEL 2120 R03 120X R 0.3 18 30 11.8 110 12
BYEL 2120 R05 120X R 0.5 18 30 11.8 110 12
BYEL 2120 R10 120XR 1.0 18 30 11.8 110 12
BYEL 2120 R20 12.0XR 2.0 18 30 11.8 110 12
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BYEL 4000R | xc-veoseumisir
| CORNER RADIUS END MILLS (4 FLUTES)

¢ TISIN 28 202 HAMX 3 & Aste|H Lint2Ao| 248 5 FLo
¢ HRCE0 0|5t AXf L Z2|5lEZ, B2, EtAY S CrksH I A FHof TIAIN g TISIN m

HE s

- P161
¢ DHY AN 2 30| 229 2 cage B4 A .
¢ DA S 93 st AR X R

¢ Excellent wear-resistance and minimum cutting resistance due to
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRch0

¢ Adopt excellent cutting edge geometry with high precision, cutting
performance, and machinability

¢ Apply various corner radius to prevent micro-chipping

| PEvs | ME«IYwE | 4 B | Ra¥ | S8y | ¥ @ | M3F

Mill Diameter x Length Effective Neck Overall Shank
Model No. Corner R of cut Length Diameter Length Diameter
DXR L L2 dd2 L @d(hé)

BYEL 4030 R02 3XR0.2 4.5 12 2.9 70 6
BYEL 4030 R03 3XRO0.3 4.5 12 2.9 70 6
BYEL 4030 RO5 3XRO0.5 4.5 12 2.9 70 6
BYEL 4040 R02 4XRO0.2 6 15 3.9 80 6
BYEL 4040 RO3 4XRO0.3 6 15 3.9 80 6
BYEL 4040 R05 4XRO0.5 6 15 3.9 80 6
BYEL 4040 R10 4XR1.0 6 15 3.9 80 6
BYEL 4060 R02 6XRO0.2 9 18 5.8 90 6
BYEL 4060 RO3 6XRO0.3 9 18 5.8 90 6
BYEL 4060 R05 6 XR 0.5 9 18 5.8 90 6
BYEL 4060 R10 6XR1.0 9 18 5.8 90 6
BYEL 4080 R02 8XRO0.2 12 24 7.8 100 8
BYEL 4080 RO3 8XRO0.3 12 24 7.8 100 8
BYEL 4080 R05 8 XR 0.5 12 24 7.8 100 8
BYEL 4080 R10 8XR1.0 12 24 7.8 100 8
BYEL 4100 RO3 10XRO0.3 15 30 9.8 100 10
BYEL 4100 RO5 10X RO0.5 15 30 9.8 100 10
BYEL 4100 R10 10XR1.0 15 30 9.8 100 10
BYEL 4100 R20 10XR 2.0 15 30 9.8 100 10
BYEL 4120 R03 12XR0.3 18 36 11.8 110 12
BYEL 4120 RO5 ‘ 12XR0.5 18 36 11.8 110 12
BYEL 4120 R10 12XR 1.0 18 36 11.8 110 12
BYEL 4120 R15 12XR 1.5 18 36 11.8 110
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BY I ' 2F H|O| ] A=
| TAPER END MILLS (2 FLUTES)

o TISIN 25 802 AR HASIEH L0240 248 D
¢ HRcs0 015t 47} % TRISIEY B BAZ, & S Chayet A M8 Ot TIAIN %
O A

¢ =28 X FE SN 22 LY TAPER X £ Z0[ HE

. . . P160
¢ Excellent wear-resistance and minimum cutting resistance due to W
TiSiN coating

4 Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50
4 Apply various TAPER and edge length for machining of mold and parts

| =uws | ¥ | dom | < ¥ | HF | 43y

Diameter Taper Length Overall Shank
Model No. Mill of cut Length Diameter
@D e° L1 L @d(hé)
BYTE 2010-1 1.0 0" 30° 4.0 40 4 _I
BYTE 2010-2 1.0 1° 4.0 40 4 _I
BYTE 2010-3 1.0 1°30° 4.0 40 4 —
BYTE 2010-4 1.0 2 4.0 45 4 z
BYTE 2010-6 1.0 3 4.0 45 4
BYTE 2010-10 1.0 5§ 4.0 45 4 Q
BYTE 2015-1 1.5 0° 30° 6.0 45 4 Z
BYTE 2015-2 1.5 1° 6.0 45 4 m
BYTE 2015-3 1.5 1° 30° 6.0 45 4
BYTE 2015-4 1.5 2 7.0 45 4 m
BYTE 2015-6 1.5 3 8.0 45 4 LIJ
BYTE 2015-10 1.5 5 10.0 45 4
BYTE 2020-1 2.0 0’ 30° 6.0 45 4 ﬂ.
BYTE 2020-2 2.0 1° 6.0 45 4 <
BYTE 2020-3 2.0 1° 30° 8.0 45 4 I_
BYTE 2020-4 2.0 2 10.0 45 4
BYTE 2020-6 2.0 3 10.0 45 4
BYTE 2020-10 2.0 5 10.0 45 4
BYTE 2025-1 2.5 0’ 30° 8.0 50 6
BYTE 2025-2 2.5 1° 10.0 50 6
BYTE 2025-3 2.5 1° 30° 10.0 50 6
BYTE 2025-4 2.5 2 12.0 50 6
BYTE 2025-6 2.5 3 12.0 50 6
BYTE 2025-10 2.5 5 12.0 50 6
BYTE 2030-1 3.0 0° 30° 12.0 50 6
BYTE 2030-2 3.0 1° 12.0 50 6
BYTE 2030-3 3.0 1° 30° 12.0 50 6
BYTE 2030-4 3.0 2 12.0 50 6
BYTE 2030-6 3.0 3 12.0 50 6
BYTE 2030-10 3.0 5 12.0 50 6
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P160
¢ Excellent wear-resistance and minimum cutting resistance due to W
TiSiN coating

¢ Suitable for various workpieces such as prehardened, alloy, and carbon
steels, as well as materials below HRc50
4 Apply various TAPER and edge length for machining of mold and parts

e N — ﬁ:@ [% 2

L ‘

!’—'I

| eds | ¥ | dom | < ¥ | HF | 43y

Diameter Taper Length Overall Shank

Model No. Mill of cut Length Diameter
@D e° L L @d(hé)
BYTE 2040-1 4.0 0" 30 15.0 60 6
BYTE 2040-2 4.0 1° 15.0 60 6
BYTE 2040-3 4.0 1° 30° 15.0 60 6
BYTE 2040-4 4.0 2 15.0 60 6
BYTE 2040-6 4.0 3 15.0 60 6
BYTE 2040-10 4.0 5 15.0 65 8
BYTE 2050-1 5.0 0° 30 15.0 60 6
BYTE 2050-2 5.0 1° 15.0 60 6
BYTE 2050-3 5.0 ° 30 15.0 60 6
BYTE 2050-4 5.0 2 15.0 65 6
BYTE 2050-6 5.0 3 15.0 65 8
BYTE 2050-10 5.0 5 15.0 65 8
BYTE 2060-1 6.0 0" 30° 20.0 65 8
BYTE 2060-2 6.0 1° 20.0 65 8
BYTE 2060-3 6.0 1° 30° 20.0 65 8
BYTE 2060-4 6.0 2 20.0 65 8
BYTE 2060-6 6.0 3 20.0 65 8
BYTE 2060-10 6.0 5 20.0 70 10
BYTE 2080-1 8.0 0" 30° 32.0 70 10
BYTE 2080-2 8.0 1° 35.0 70 10
BYTE 2080-3 8.0 1° 30° 35.0 70 10
BYTE 2080-4 8.0 2 35.0 70 10
BYTE 2080-6 8.0 3 35.0 80 12
BYTE 2080-10 8.0 5 35.0 80 12
BYTE 2100-1 10.0 0" 30° 35.0 90 12
BYTE 2100-2 10.0 1° 35.0 90 12
BYTE 2100-3 10.0 1° 30° 35.0 90 12
BYTE 2100-4 10.0 2 35.0 90 12
BYTE 2100-6 10.0 3 35.0 90 14
BYTE 2100-10 10.0 o} 35.0 90 16
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ALLOY STEELS

HARDNESS HRc 30 ~HRc 45 HRc 45 ~HRc 55 HRc 55 ~HRc 65

RADIUS RPM FEED Ae(mm) RPM Ae(mm) RPM FEED Ae(mm)
R0.5 45000 130~170 | 0.006~0.016 45000 120~140 | 0.005~0.013 45000 90~130 | 0.005~0.012
R0.1 45000 270~315 | 0.006~0.016 45000 238~279 | 0.005~0.013 45000 198~238 | 0.005~0.012
R0.15 |43200~45000 | 432~468 | 0.010~0.017 | 43200~45000 | 396~414 | 0.008~0.014 |43200~45000 | 338~378 | 0.007~0.013
R0.2 43200~45000 | 648~711 | 0.013~0.032 | 43200~45000 | 405~495 | 0.011~0.026 |43200~45000 | 374~414 | 0.010~0.024
R0.25 |30690~44550 | 540~783 | 0.007~0.028 | 28710~31680 | 441~486 | 0.005~0.023 |28710~31680 | 392~432 | 0.005~0.021
R0.3 25740~36630 | 531~765 | 0.007~0.034 | 23760~26730 | 432~486 | 0.006~0.028 |23760~26730 | 392~432 | 0.006~0.025
R0.4 19800~27720 | 576~801 | 0.016~0.064 | 17820~19800 | 441~495 | 0.013~0.052 |17820~19800 | 410~450 | 0.012~0.048
R0.5 15840~21780 | 540~765 | 0.008~0.080 | 13860~15840 | 423~486 | 0.007~0.065 |13860~15840 | 410~450 | 0.006~0.060
R0.6 12870~16830 | 531~702 | 0.024~0.032 | 10800~12600 | 432~486 | 0.020~0.026 |10800~12600 | 392~432 | 0.018~0.024
R0.75 | 9900~12870 | 522~684 | 0.031~0.048 | 9000~10350 | 432~486 | 0.025~0.039 | 9000~10350 | 392~432 | 0.023~0.036
R1 7650~9900 | 531~720 | 0.024~0.160 | 7110~7920 | 423~477 | 0.020~0.130 | 7110~7920 |392~432 | 0.018~0.120
R1.5 5130~7380 | 657~900 | 0.064~0.240 | 4770~5220 | 531~585 | 0.052~0.195 | 4770~5220 | 518~558| 0.048~0.120
R2 3870~5580 | 612~891 | 0.080~0.320 | 3555~3960 | 495~558 | 0.065~0.260 | 3555~3960 | 473~513 | 0.060~0.240

L7 .......

Ae

f o

. L AL
& | BYB2000,BYBS 2000 series | 2E = %= |

NON-ALLOYED STEELS ALLOY STEELS HEAT
MATERIAL ALLOY STEELS CAST IRON RESISTANT STEELS HARDENED STEELS

HARDNESS ~HRc 30 HRc 30 ~ HRc 40 HRc 40 ~ HRc 55
SOLIDITY ~1000N/mm* 1000 ~1250N/mn* ~1500N/mn*
RADIUS RPM FEED RPM FEED RPM FEED
R0O.5 16500 290 13300 230 6100 105
R0.75 16500 405 12700 310 5590 140
R1 15100 865 11200 565 4900 175
R1.25 15100 865 11200 565 4900 175
R1.5 13800 780 10500 530 4750 175
R2 11000 850 8800 610 4410 205
R2.5 9600 945 7600 665 3860 205
R3 8900 1150 7200 955 3340 220
R4 7500 1500 6050 1060 2590 255
R5 6700 1750 5300 1170 2140 260
R6 6150 2000 4800 1280 1840 280
R8 5000 1950 3900 1220 1420 280
R10 4350 1900 3400 1200 1170 290
¥
ae : D1~D6=0.2mm W ae : D1~D6=0.2mm
D8~D20=0.3mm * D8~D20=0.3mm
ap . 0.2XD / // ) ap . 0.1xXD
RPM = rev/min
ap Feed = mm/min
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V B l BS 3000 Ser'es 3 EI- A=
\ Y 4 |
HARDENED STEELS HEAT
MATERIAL RESISTANT STEELS HARDENED STEELS

RADIUS RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
R2 21672 6930 18117 4887 13392 3492 12798 3285 8622 2250
R2.5 18000 6525 15102 4887 11160 3321 10503 3123 7200 2133
R3 16200 7713 13680 5598 10980 4050 9990 3447 6831 2214
R4 12150 6615 10170 4725 8280 3582 7488 3015 5121 1917 h
R5 9720 5877 8190 4131 6615 3105 5994 2583 4095 1764
R6 8145 5490 4131 3834 5517 2871 4977 2160 3420 1476 o
} (@)
0.02D I
Y >
0.05D S (a0
o
—r
%> | BYB 4000 seri 2= (=
<)’ Series |42 = c
HARDENED STEELS U
RADIUS RPM FEED RPM FEED RPM FEED RPM FEED F
R2 20130 5430 14880 3880 14220 3650 9580 2500
R2.5 16780 5430 12400 3690 11670 3470 8000 2370
R3 15200 6220 12200 4500 11100 3830 7590 2460
R4 11300 5250 9200 3980 8320 3350 5690 2130
R5 9100 4590 7350 3450 6660 2870 4550 1960
R6 7590 4260 6130 3190 5530 2400 3800 1640
4
0.02D
/ // RPM = rev/min
0.05D Feed = mm/min

c 2% Ao QI oha|9f 9[FHO|Lt S M0 o5t EUYO| IS0 Tl QUEHTE

« AFETIO| BEA] Btxfol & A o| DpAE[0f Q=X =HISHA| 7| HERL T,

« Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
« Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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& | BYRE series | 22 49 23[0f-stotting |

MATERIAL NON-ALLOYED STEELS ALLOY STEELS HEAT
ALLOY STEELS CAST IRON RESISTANT STEELS

DIAMETER RPM FEED RPM FEED RPM FEED
0.1 45000 23 45000 23 45000 23
0.2 45000 41 45000 45 34200 27
0.3 45000 61 36000 52 22500 27
0.4 34200 61 27000 52 17100 27
vy 0.5 27000 61 21600 52 13500 27
=< 0.6 22500 63 18000 52 11250 27
I 0.7 19350 63 15300 52 9720 27
o 0.8 17100 63 13500 54 8550 27
o 0.9 15120 63 11700 52 7650 27
1.0 13500 63 10800 54 6750 27
~N 2.0 6804 63 5445 54 3402 27
3.0 4761 77 3852 63 2376 32
— 4.0 3852 90 3069 77 1935 36
((») 030 | 005D
2] | |
- Wproosoa "o i 0
%’.
$ | BYE2000, BYEL 2000 Series | 25 =% 01-Stotti
g \.’ , Serles I ZE _?-I Slottlng ‘
=
Q) | HARDNESS  -HRc30  HRc30~HRc45  HRC45-HRSS  HRCS5-HRces
-~ DIAMETER  RPM FEED RPM FEED RPM FEED RPM FEED
m 0.1 45000 45 45000 315 45000 23 45000 23
0.2 45000 90 45000 63 40500 41 25200 35
0.3 45000 135 36000 81 27000 45 16650 35
0.4 41400 171 27000 81 20700 45 12600 35
0.5 31500 162 26100 90 19800 50 9900 35
0.6 27450 162 24300 17 18900 54 8550 36
0.7 23850 171 23400 135 18000 59 7200 36
0.8 20700 171 21600 135 16200 59 6300 36
0.9 18450 171 19800 135 14850 63 5670 36
1.0 16650 171 18000 144 13500 68 5040 36
2.0 8325 171 5445 108 3627 32 2520 36
3.0 6435 189 4005 126 2421 36 1710 36
4.0 5445 270 3330 162 2115 36 1332 36
5.0 4545 288 2718 171 1674 45 1134 36
6.0 4005 315 2421 198 1440 50 990 36
8.0 3024 342 1818 180 1215 68 756 36
10.0 2340 297 1440 144 981 54 612 32
12.0 1980 252 1215 17 837 50 504 32
16.0 1584 198 981 99 648 36 396 18
20.0 1215 153 765 72 495 27 288 18
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L . .
& | BYE 4000 series | 42 2701-side Cutting |
NON-ALLOYED STEELS ALLOY STEELS HEAT

DIAMETER RPM FEED FEED FEED RPM FEED
1.0 20700 252 13680 153 9000 45 5040 41
2.0 10404 252 6804 153 4536 45 2520 41
3.0 8028 288 5004 180 3024 54 1710 45
4.0 1404 513 4158 315 2646 54 1332 45
5.0 5670 540 3402 324 2088 63 1134 45
6.0 5004 594 3024 369 1800 72 990 45
8.0 3780 639 2268 342 1512 99 756 45
10.0 2934 549 1800 270 1224 81 612 38
12.0 2466 468 1512 225 1044 72 504 36
16.0 1980 369 1224 180 810 54 396 23
20.0 1512 288 954 144 612 36 288 23

1 .Oi
—>

0.05D RPM = rev/mir?
l[«—— Feed = mm/min

BYEL 4000 Series | 48 S 2#0]-Side Cutting |

NON-ALLOYED STEELS ALLOY STEELS HEAT
MATERIAL | o) | OY STEELS CASTIRON|  RESISTANT STEELS HARDENED STEELS

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED
1.0 15750 180 9090 72 5670 41 4950 25
2.0 7938 180 4536 72 2835 41 2520 27
3.0 5553 207 3213 90 1980 50 1701 27
4.0 4500 252 2556 104 1611 54 1323 32
5.0 3843 324 2178 126 1422 63 1134 36
6.0 3312 387 1890 162 1233 81 1044 45
8.0 2520 414 1422 162 945 81 756 45
10.0 2115 414 1233 162 756 81 603 45
12.0 1728 324 1044 144 630 63 504 36
16.0 1458 288 801 113 504 54 396 32
20.0 1062 207 612 81 378 41 306 23
1.0D
- 0.05D RPM = rev/min
l[«——— Feed = mm/min

S22 WMo oI5t 5A2] YOILF BT a0 2 B0l JI2E0) LB UBLITH
- N0 BHEA] ShRfol 4 Ci24 0] nRiE|o] QL=X| &0I5kAI 7| HIRHLICh

cumon Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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& | BYTE 2000series | 2€ EI0IH £23#of |
MATERIL SRS HE
ALLOY STEELS RESISTANT STEELS

DIAMETER RPM FEED RPM FEED
0.3 45000 135 35000 105
0.4 36000 144 27900 113
0.6 25200 144 18900 113
0.8 18000 144 13950 108
1.0 14850 149 11250 113
2.0 7560 153 5670 113
3.0 3969 108 3213 90
4.0 3213 126 2556 104
6.0 2367 189 1890 153
8.0 1800 225 1422 162
10.0 1440 225 1170 167
‘\TJjﬁD
RPM = rev/min
—H<«< 0.05D Feed = mm/min

eleq jediuyoa] ghiugk:

>

= YYo= oI5t 39 YIHOIL S Thof ot LU0l TS0 Yy e AFLTH
+ ALETIO| HHEA 2txHol Y CiA 0| nFA [0 QL=X] ZHISHA| 7| HEZL T,
caumen Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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¢S | BYE 2000R Series | 2& ®llE|®2 |
BYRE 2000R, BYEL 2000R Series
e | SRAHOSIENS,

HARDNESS ~HRc 30 HRc 30 ~ HRc 45 HRc 45 ~ HRc 55 HRc 55 ~ HRc 65
SOLIDITY ~1000N/mn 1000N ~1500N/m* 1500N ~2000N/mn 2000N/mm* ~
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED
3.0 4410 70 3570 60 2200 30 1870 18 h
4.0 3570 85 2840 70 1790 89 1470 20 o
5.0 3050 105 2420 85 1580 40 1260 25 c
6.0 2630 (125 2100 105 1370 50 1160 3 i
8.0 2000 135 1580 105 1050 50 840 35
10.0 1680 135 1370 105 840 50 670 35 >
12.0 1370 105 1160 95 700 40 550 25 m
TN JI o] [
—— — E
RPM = rev/min m
Feed = mm/min Q
—)
I\ : L HlC| A (4]
& | BYE 4000R Series | 42 &IE?£ | (Y]
BYRE 4000R, BYEL 4000R Series =
NON-ALLOYED STEELS ALLOY STEELS HEAT U
Z
HARDNESS ~HRc 30 HRc 30 ~ HRc 45 HRc 45 ~ HRc 55 HRc 55 ~ HRc 65 F
SOLIDITY ~1000N/mm’ 1000N ~1500N/m* 1500N ~2000N/ma 2000N/mm* ~
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED
3.0 4410 115 3570 100 2200 55 1870 30
4.0 3570 140 2840 115 1790 60 1470 85
5.0 3050 180 2420 140 1580 70 1260 40
6.0 2630 215 2100 180 1370 85 1160 50
8.0 2000 230 1580 180 1050 85 840 50
10.0 1680 230 1370 180 840 85 670 50
12.0 1370 180 1160 160 700 70 550 40
2.5D ZDi i
N 0.05D B 0.02D o 0.05D
RPM = rev/min

Feed = mm/min
2R YYoZ QIE B9 YEOIL 37 ThE0| o5t 0| T3S0 Sl g AU
« AL O BFEA] SHAjOf & CHEHO] OFA |0 QU =X] 2HQISHAI 7| HERILICE

cumon Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

+ Confirm fire prevention countermeasure beforehand necessarily before use.
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GRAPHITE, DIAMOND COATING

» BYDMB

» BYDME

» 4 BYDME

» BYDME 4000R




m
X
o
o
~

S31Y3S A3LV0I ANOWYIQ ‘ILIHdYY9

BYDMB [ocos o
I DIAMOND COATED, LONG NECK BALL END MILLS (2 FLUTES)

o IO oFyS flet 2 S Zoist

5 P174
4 Apply advanced pure diamond coating w % &
# Suitable for non-metalic and non-ferrrous material such as

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance

$ds ) T

Model No.
R L1 L2 @d2 L @d(hé)
BYDMB 00201 RO.1 0.6 1 - 45 4
BYDMB 003015 R0.15 1 15 - 45 4
BYDMB 00402 R0.2 12 2 0.36 45 4
BYDMB 00404 R0.2 1.2 4 0.36 45 4
BYDMB 00406 R0.2 12 b 0.36 45 4
BYDMB 00505-S3 R0.25 15 5 0.45 45 3
BYDMB 00505 R0.25 15 5 0.45 45 4
BYDMB 00506 R0.25 15 b 0.45 45 4
BYDMB 00508 R0.25 15 8 0.45 45 4
BYDMB 00602 R0.3 2.0 - - 45 4
BYDMB 00605 R0.3 2.0 5 0.55 45 4
BYDMB 00606 R0.3 2.0 b 0.55 45 4
BYDMB 00608 R0.3 2.0 8 0.55 45 4
BYDMB 00804 RO.4 25 4 0.75 45 4
BYDMB 00806 RO.4 25 b 0.75 45 4
BYDMB 00810 RO.4 2.5 10 0.75 45 4
BYDMB 01003-S4 R0.5 3.0 - - 40 4
BYDMB 01010-S4 R0.5 3.0 10 0.95 40 4
BYDMB 01015-S4 R0.5 3.0 15 0.95 50 4
BYDMB 01020-S4 R0.5 3.0 20 0.95 60 4
BYDMB 01025-S4 R0.5 3.0 25 0.95 80 4
BYDMB 01030-S4 R0.5 3.0 30 0.95 80 4
BYDMB 01005 R0.5 3.0 5 0.95 60 6
BYDMB 01010 R0.5 3.0 10 0.95 60 6
BYDMB 01012 R0.5 3.0 12 0.95 40 b
BYDMB 01015 R0.5 3.0 15 0.95 60 b
BYDMB 01016 R0.5 3.0 16 0.95 40 6
BYDMB 01020 R0.5 3.0 20 0.95 60 6
BYDMB 01025 R0.5 3.0 25 0.95 60 6
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BYDM B | ZIér El-()lo'-EE E,_Eo-l % OJIEDEI
| DIAMOND COATED, LONG NECK BALL END MILLS (2 FLUTES)

o 1524 CIOOI2ERY Mg 5 F\o
o J2HTO|E, 22}BALAE S H|H, b3 MBIt B

o LIDIZY 35412 9fot TE S At -y
# Apply advanced pure diamond coating @ % @
# Suitable for non-metalic and non-ferrrous material such as

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance

BYDBM 01035 R0.5 3.0 35 0.95 60 b

BYDMB 01504-S4 R0.75 4.0 - _ 60 4 W
BYDMB 01510-S4 R0.75 4.0 10 1.45 80 4 E
BYDMB 01512-S4 R0.75 4.0 12 145 80 4 o=
BYDMB 01515-S4 R0.75 40 15 145 80 4 LLl
BYDMB 01520-S4 R0.75 4.0 20 1.45 80 4 w
BYDMB 01525-S4 R0.75 40 25 145 80 4 [
BYDMB 01530-S4 R0.75 4.0 30 1.45 30 4 II'I_'I
BYDMB 01510 R0.75 4.0 10 1.45 80 b <
BYDMB 01516 R0.75 4.0 16 1.45 30 b ()
BYDMB 01520 R0.75 4.0 20 1.45 80 6 QO
BYDMB 01525 R0.75 4.0 25 1.45 80 b (o
BYDMB 02006-S4 R1.0 6.0 - - 60 4 =
BYDMB 02010-S4 R1.0 6.0 10 1.95 80 4 o
BYDMB 02012-S4 R1.0 6.0 12 1.95 80 4 z
BYDMB 02015-S4 R1.0 6.0 15 1.95 80 4 <
BYDMB 02020-S4 R1.0 6.0 20 1.95 80 4 —
BYDMB 02030-S4 R1.0 6.0 30 1.95 80 4 c_
BYDMB 02040-S4 R1.0 6.0 40 1.95 100 4 LLl
BYDMB 02012 R1.0 6.0 12 1.95 60 b —
BYDMB 02016 R1.0 60 16 195 60 6 X
BYDMB 02020 R1.0 6.0 20 1.95 80 6 .
BYDMB 02025 R1.0 6.0 25 1.95 80 b é
BYDMB 02030 R1.0 6.0 30 1.95 80 b

BYDMB 03008-54 R15 8.0 - - 60 4 (d )
BYDMB 03015-S4 R1.5 8.0 15 2.86 100 4

BYDMB 03020-S4 R1.5 8.0 20 2.86 100 4

BYDMB 03025-S4 R1.5 8.0 25 2.86 100 4

BYDMB 03030-S4 R1.5 8.0 30 2.86 100 4
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BYDMB [ocos o
I DIAMOND COATED, LONG NECK BALL END MILLS (2 FLUTES)

o IO oFyS flet 2 S Zoist

5 P174
4 Apply advanced pure diamond coating w % &
# Suitable for non-metalic and non-ferrrous material such as

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance

$ds ) T

Model No.
R L1 L2 @d2 L @d(hé)
BYDMB 03040-S4 R1.5 8.0 40 2.86 100 4
BYDMB 03008 R1.5 8.0 - - 50 3
BYDMB 03016 R1.5 8.0 16 2.86 60 b
BYDMB 03020 R1.5 8.0 20 2.86 60 b
BYDMB 03025 R1.5 8.0 25 2.86 65 b
BYDMB 03030 R1.5 8.0 30 2.86 70 b
BYDMB 03040 R1.5 8.0 40 286 80 6
BYDMB 04016-S4 R2.0 16.0 - - 60 4
BYDMB 04016-S4 R2.0 16.0 - - 80 A
BYDMB 04020-S4 R2.0 16.0 20 3.9 60 4
BYDMB 04020-S4 R2.0 16.0 20 3.9 80 4
BYDMB 04030-S4 R2.0 16.0 30 3.9 80 4
BYDMB 04016 R2.0 16.0 - - 60 6
BYDMB 04020 R2.0 16.0 20 3.86 60 b
BYDMB 04025 R2.0 16.0 25 3.86 65 6
BYDMB 04030 R2.0 16.0 30 3.86 70 b
BYDMB 04040 R2.0 16.0 40 3.86 80 6
BYDMB 04050 R2.0 16.0 50 3.86 100 6
BYDMB 05030 R2.5 16.0 30 48 100 6
BYDMB 05040 R2.5 16.0 40 48 100 b
BYDMB 06030 R3 16.0 30 58 100 6
BYDMB 06030-150L R3 16.0 30 58 150 b
BYDMB 06040 R3 16.0 40 58 100 b
BYDMB 06050 R3 16.0 50 58 100 b
BYDMB 06050-150L R3 16.0 50 58 150 6
BYDMB 08030 R4 20.0 30 7.8 110 8
BYDMB 08040 R4 20.0 40 78 110 8
BYDMB 08040-150L R4 20.0 40 78 150 8
BYDMB 08060 R4 20.0 60 78 110 8
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BYDM B | ZIéI- I:l-OIOl-EE iEéI % OJEDEI
| DIAMOND COATED, LONG NECK BALL END MILLS (2 FLUTES)

o D384 COOI2EDY X 1 69,
o J2HTO|E, 22}BALAE S H|H, b3 MBIt B

o LIDIZY 35412 9fot TE S At -y
# Apply advanced pure diamond coating @ % @
# Suitable for non-metalic and non-ferrrous material such as

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance

E
@d(hé)
8
10
10
10
10
12
12
12
12

BYDMB 08060-150L R4 220 60 78 150
BYDMB 10040 R5 220 40 98 110 (Vp)
BYDMB 10040-160L R5 220 40 98 160 Ll
BYDMB 10060 R5 220 60 98 110 [ =
BYDMB 10060-160L R5 220 60 98 160 L]
BYDMB 12050 R6 25.0 50 18 110 v
BYDMB 12050-160L Rb 250 50 118 160 (e ]
BYDMB 12065 R6 25.0 65 18 110 Ll
BYDMB 12065-160L R6 25.0 65 118 160 <I
o
(&b )
[
o
[ =
Ll
I
=/
=
(d> )]
IN BOOYOUNG
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BYDME [2foccams oo
| DIAMOND COATED, LONG NECK BALL END MILLS (2 FLUTES)

o g COOIZEDRY ME DI FED
& J2HI0|E 7fo|_E|-A§| % HIA HZ2A M2 IS DIAMOND g m

o LDIRA 32 9%t TS S Akt o175
# Apply advanced pure d|amond coating % &
# Suitable for non-metalic and non-ferrrous material such as

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance

#d

— ¢Dj:N’\ '\rﬂsdz\
ﬁ_ %ﬁ_%_

m
X
o
o
~

2utis 5 | 7oy | a¥a | ® 8 | #as | Ags

ModelNo -—-—-—-

@dlhé) F
BYDME 002004 02 04 _ B 40 4 2
(«p) BYDME 003006 03 0.6 - - 40 4 2
§ BYDME 004008 04 08 ) } 40 4 2
= BYDME 00501 05 10 - - 40 4 2
BYDME 00506-S3 05 10 6 0.45 40 3 2
- -
— BYDME 00506 05 1.0 6 0.45 40 4 2
-] BYDME 006012 0.6 12 _ _ 40 4 2
m
- BYDME 00606 0.6 1.2 6 055 40 4 2
- | BYDME 007015 0.7 15 _ _ 40 4 2
; BYDME 008020 0.8 2.0 - - 45 4 2
Z BYDME 00806 0.8 2.0 b 0.75 45 4 2
o BYDME 01003 1 30 - - 50 4 2
= BYDME 01005 10 3.0 5 0.95 50 4 2
= BYDME 01008 10 30 8 0.95 50 4 2
= BYDME 01010 10 3.0 10 0.95 50 4 2
S BYDME 01012 10 30 12 0.95 50 4 2
> BYDME 01506 15 6.0 _ _ 60 4 2
— BYDME 01510 15 6.0 10 145 60 4 2
m BYDME 02006 20 6.0 _ _ 60 4 2
| - | BYDME 02010 2.0 8.0 10 1.95 80 4 2
w BYDME 02012 20 8.0 12 195 80 4 2
m BYDME 02016 2.0 8.0 16 1.95 80 4 2
J BYDME 02020 2.0 8.0 20 1.95 80 4 2
m BYDME 02025 20 8.0 25 195 80 4 2
w BYDME 02030 2.0 8.0 30 1.95 80 4 2
BYDME 03012 30 12.0 - 29 80 4 2
BYDME 03020 30 12.0 20 29 80 4 2
BYDME 03025 30 12.0 25 29 80 4 2
BYDME 03030 30 12.0 30 29 80 4 2
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BYDM E | ZIéI- I:l-OIOl-EE iEéI OIﬂEnEI
| DIAMOND COATED, LONG NECK BALL END MILLS (2 FLUTES)

o g COOZETE M [5) >
o JRHT0|E, YStBRLAE S UK, B34 MG Its . N

o LIDIZY 35412 9fot TE S At o
# Apply advanced pure diamond coating % @
# Suitable for non-metalic and non-ferrrous material such as

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance

#d

——~ | S— \( ¢d2\
e , “’t»ﬁ_%_

sges | Hg | W 8 | p&% | s¥a | W g | 433 | sew

VNI i A A v S v S o -t M-
@D L L2 d2 L

@d(hé) F
BYDME 03040 30 120 40 29 80 4 2
BYDME 04016 4.0 16.0 _ 3.9 80 4 2
BYDME 05020 5.0 200 ] _ 10 6 ”
BYDME 06025 6.0 25.0 _ _ 10 6 2
BYDME 06025-150| 6.0 25.0 ] _ 150 6 2
BYDME 08025 8.0 25.0 _ _ 70 8 2
BYDME 08040 8.0 25.0 40 _ 150 8 2
BYDME 10025 10.0 25.0 _ _ 80 10 ”
BYDME 10050 10.0 250 50 _ 160 10 2
BYDME 12025 120 25.0 _ _ 80 12 9
BYDME 12060 12.0 25.0 40 ] 160 12 2
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4 BYDME [ssaccumcressasses
| DIAMOND COATED, LONG NECK BALL END MILLS (4 FLUTES)

o g COOIZEDRY ME DB
 J2HI0|E, 29 ar*a % B, HI34 X8 K5 Ldi 13' m

o LDI2Y 3542 QI3 8 S Alchst o175
# Apply advanced pure d|amond coating % &
# Suitable for non-metalic and non-ferrrous material such as

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance

e—— #0 RS

m
X
o
o
~

EF T #58

vodelNo.  Damatr  ofen  Leain  Omveler  Lenah  Dimeter
@D L1 L2 d2 L

@d(hé)
4BYDME 02006 20 6.0 - _ 50 4
(<P) 4BYDME 02010 20 6.0 10 195 50 4
§ 4BYDME 02015 - S4 20 60 15 195 50 4
4BYDME 03015 - S4 30 9.0 15 29 50 4
} 4BYDME 03015 - S6 3.0 15.0 - 29 50 6
— 4BYDME 03020 3.0 15.0 20 29 80 4
—i 4BYDME 03030 3.0 15.0 30 29 80 4
m 4BYDME 04012 4.0 120 _ 60 4
[ - 4BYDME 04020 4.0 200 - - 80 4
:—> 4BYDME 04025 4.0 20.0 25 3.9 80 4
= 4BYDME 06020 6.0 25.0 - _ 80 6
o 4BYDME 06025 6.0 25.0 - i 80 6
= 4BYDME 06030 6.0 25.0 30 - 10 6
=] 4BYDME 08025 8.0 25.0 : i 80 8
4BYDME 08030 8.0 25.0 30 _ 10 8
8 4BYDME 08040 8.0 25.0 40 i 150 8
> 4BYDME 10030 10 30.0 - _ 80 10
— 4BYDME 10040 10 400 - i 110 10
m 4BYDME 10050 10 50.0 _ 150 10
(- 4BYDME 12030 12 300 - _ 80 12
w 4BYDME 12050 12 50.0 _ _ 120 12
m 4BYDME 12060 12 60.0 , - 150 12
9
m
w
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BYDM E 4000R | 42 CHO[0F=E 2 g|C|A AER
| DIAMOND COATED, LONG NECK BALL ENDMILLS 2 FLUTES)

o D24 COPI2EDY Hg DINED
+ J2TI0|E, ABHBRAAE| S HIE, HiF4 MG Its DUAHOND 1} I

o LHOPRY oFyS flet 2 S Z(oHet

176
@ Apply advanced pure diamond coating % &
# Suitable for non-metalic and non-ferrrous material such as R

graphite, reinforced plastic
¢ Maximize coating thickness for improvement of wear-resistance R 15
[4

201 NS\ Sa— <

gd

§ L L1
L

EECEEC

Model No. —————
Jd2 L

@DXR L1 @d(hé)
BYDME 4040R05 4x0.5 6.0 10 80 A
BYDME 4040R10 4x1.0 6.0 10 80 4
BYDME 4060R05 6x0.5 9.0 15 90 b
BYDME 4060R10 6x1.0 9.0 15 90 6
BYDME 4080R05 8x0.5 12.0 20 110 8
BYDME 4080R10 8x1.0 12.0 20 110 8
BYDME 4100R05 10x0.5 15.0 25 120 10
BYDME 4100R10 10x1.0 15.0 25 120 10
BYDME 4120R05 12x0.5 18.0 30 120 12
BYDME 4120R10 12x1.0 18.0 30 120 12
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TECHNICAL DATA

o " |

» BYDMB

» BYDME

» 4 BYDME

» BYDME 4000R



eleq jediuyoa] ghiugk:

% | BYDMB series |24 B4 & ‘
(12}mo| EL C}o|Oo}RE))

DIAMETER RPM FEED
0.4 16000 160
0.6 16000 240
0.8 16000 320
1.0 16000 400
2.0 16000 800
3.0 16000 1450
4.0 16000 2100
0.2D
5 / /
/ RPM = rev/min
0.2D Feed = mm/min

¢ | BYDMB series |22 = |
(AEtTt0| EE CHo|0rR ™)

DIAMETER RPM FEED
1.0 16000 400
20 16000 800
3.0 16000 1450
4.0 16000 2100
5.0 15500 2550
6.0 15000 2950
8.0 13000 3000
10.0 11500 3050
12.0 10500 3150
16.0 8000 3200
20.0 6500 3300
v
0.2D
P / /
/ RPM = rev/min
0.2D Feed = mm/min
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& | BYDME series | 22 299 |

(22tito| EE Cto|of2 )

DIAMETER RPM FEED
0.1 40000 50
0.2 40000 100
0.4 40000 200
0.6 40000 350 I~
0.8 40000 550 o
1.0 40000 700 c
2.0 25000 800 I
3.0 20000 800 >
4.0 18000 950 m
5.0 14000 1200
6.0 11000 1400
8.0 8000 1300
10.0 6500 1200 m
12.0 5500 1200 E
1.5D a
. —r
#E, AAEES S HES AMEA 0SS RPM = rev/min
50%7HA| Z04 AFR 310 ZAA 2. e Feed = mm/min m
=
' 4 A (=
LBYDME series | 4€ 239 |
(22}a}o| E& Clo|ofRE) .:8
=
DIAMETER RPM FEED
3.0 20000 1600
4.0 18000 1900
5.0 14000 2400
6.0 11000 2800
8.0 8000 2600
10.0 6500 2400
12.0 5500 2400
16.0 4200 2450
20.0 3300 2400
15D
0.1D
|[«——

s 2% Lo QI 3haf9f 9FHO|Lt S M0 o5t EUYO| IS0 Tl QUEHTE
« ALEHO| BEEA] BHRHON S 20| DR[O A=K ZQISHAI 7| HEZHLIC

« Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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¢ | BYDME 4000R Series | 4= &lEl$= |
(2 2tzto| E& Clo|ofaEl)

DIAMETER RPM FEED
4.0 40000 3500
6.0 40000 5600
8.0 32000 5600
10.0 26000 5700
12.0 21000 5450
16.0 15800 5450

20.0 12800 5500

0.3D
0.3D RPM = rev/min

— e— Feed = mm/min

c 2% Loz QIS 3|9l QFHOo|L S mbof oo FUYO| JhE S0l LA AEU T
« ALSTO HHEA] SpAH0 & CHZ4 O] DFAL[O] U=K| 2HQIGHAI 7| HEEHLICH
CAUTIO! ' s . .
AN, Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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DLC COATED SERIES

» DKRB

» DKRE 2000R
» DKRE

> 4 DKRE




DKRB 222522
| LONG NECK BALL END MILLS (2 FLUTES)

olr

¢ 12 DLCTE HE (D)

o 523, J8ZANE BANG S Tt HE 7} g % M
THIL Tk M

o 18U SAHH 3 P189

4 Apply advanced DLC coating g % %

4 Various application such as copper alloy, reinforced plastic,

carbon fiber, and so forth
# Apply high precision tolerance

m
X
o
o
~

Arie2xpay

Model No.
RXL2
DKRB 001003 R0.05X 0.3 0.15 0.09 45 4
- ) DKRB 001005 R0.05X 0.5 0.15 0.09 45 4
- DKRB 00101 R0.05X 1 0.15 0.09 45 4
') DKRB 00201 RO.1X 1 03 0.18 45 4
DKRB 00215 RO.1X15 03 0.18 45 4
(o) DKRB 00202 RO.1X2 03 0.18 45 4
() DKRB 00301 R0.15X 1 03 0.28 45 4
> DKRB 00315 RO.15X 15 0.4 0.28 45 4
DKRB 00302 R0.15X 2 0.4 0.28 45 4
-] DKRB 00303 R0.15X3 04 0.28 45 4
m DKRB 00401 RO2X 1 04 0.36 45 4
- ) DKRB 00402 RO.2X2 0.4 036 45 4
wn DKRB 00403 RO.2X3 04 0.36 45 4
DKRB 00404 RO.2X4 04 0.36 45 4
m DKRB 00405 R0.2X5 04 036 45 4
A DKRB 00502 R0.25X2 04 0.45 45 4
— DKRB 00503 R0.25X3 04 0.45 45 4
m DKRB 00504 RO.25X 4 04 045 45 4
(§p) DKRB 00506 R0.25X 6 04 0.45 45 4
DKRB 00508 R0.25X8 04 0.45 45 4
DKRB 00602 R03X2 05 0.55 45 4
DKRB 00604 RO3X4 05 0.55 45 4
DKRB 00606 R03X6 05 0.55 45 4
DKRB 00608 R03X8 05 0.55 45 4
DKRB 00610 R03X 10 0.5 0.55 45 4
DKRB 00612 RO3X 12 05 0.55 45 4
DKRB 00802 RO4X?2 0.6 0.75 45 4
DKRB 00804 RO4X4 0.6 0.75 45 4
DKRB 00806 RO4X6 0.6 0.75 45 4

178 I www.youngtool.co.kr



DKRB 222522
| LONG NECK BALL END MILLS (2 FLUTES)

» I DLCTY X8 1 49,
o 583, JOBAAL, B4R 5 TS HE O}
o DHY BA HE

B P189
4 Apply advanced DLC coating @ % %
4 Various application such as copper alloy, reinforced plastic,

carbon fiber, and so forth
# Apply high precision tolerance

olr

@d(hé)
DKRB 00808 R0.4X8 0.6 0.75 45 4
DKRB 00810 R0.4X10 0.6 0.75 45 4 (0]
DKRB 00812 RO.4X12 0.6 0.75 45 b Ll
DKRB 01003 R05X3 08 0.95 45 4 —
DKRB 01004 RO5X4 08 0.95 45 4 o
DKRB 01005 RO5X5 08 0.95 45 b L
DKRB 01006 R0O5X6 08 0.95 45 4 7))
DKRB 01008 RO5X8 08 0.95 45 4
DKRB 01010 R05X 10 08 0.95 45 4 o
DKRB 01012 RO5X 12 08 0.95 45 b L
DKRB 01014 RO5X 14 08 0.95 45 4 =
DKRB 01016 R05X 16 08 0.95 50 4 <
DKRB 01206 RO.6X6 1 1.15 45 4
DKRB 01208 R0.6X8 1 1.15 45 4 o
DKRB 01210 R0.6X 10 1 1.15 45 4 (&)
DKRB 01212 R0.6X 12 1 1.15 45 4 B
DKRB 01506 R0O.75X6 12 1.45 45 4
DKRB 01508 R0.75X8 12 1.45 45 4 =l
DKRB 01510 R0.75X 10 12 145 45 b o
DKRB 01512 RO.75X 12 12 1.45 45 4
DKRB 01514 RO.75X 14 12 1.45 45 b
DKRB 01516 RO.75X 16 12 145 50 4
DKRB 01520 R0.75X 20 12 1.45 60 4
DKRB 02006 R1.0X6 16 1.95 45 b
DKRB 02008 R1.0X8 1.6 1.95 45 4
DKRB 02010 R1.0X10 16 195 45 4
DKRB 02012 R1.0X 12 1.6 1.95 45 4
DKRB 02014 R1.0X14 16 1.95 45 4
DKRB 02016 R1.0X16 16 1.95 50 4
QXA BOOYOUNG
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L a
I LONG NECK BALL END MILLS (2 FLUTES]
+ 02 DLCTFY HE (D)
St13, JeHBRIAE] BANS Sl g .
:I_I%;DE' g—xr:.a%r CF 7h g E M

B P189
4 Apply advanced DLC coating g % %
4 Various application such as copper alloy, reinforced plastic,

olr

w carbon fiber, and so forth
: # Apply high precision tolerance
|
o - o ‘ 1
o R GH=s \ e
~J e g L
RXLz L1 Jd2 L @d(hé)
DKRB 02020 R1.0X20 1.6 195 60 4
- ) DKRB 03012 R15X12 2.4 2.8 50 6
- DKRB 03014 R15X14 24 2.86 60 6
@) DKRB 03016 R15X16 24 2.86 60 6
DKRB 03020 R15X20 24 286 60 6
(qp] DKRB 03025 R15X25 24 2.86 65 6
() DKRB 03030 R15X30 24 2.86 70 6
> DKRB 04010 R2.0X10 32 386 60 6
DKRB 04012 R2.0X 12 32 3.86 60 6
- DKRB 04016 R2.0X16 32 386 60 6
m DKRB 04020 R2.0X20 32 3.86 60 6
- ) DKRB 04025 R2.0X25 32 386 65 6
wn DKRB 04030 R2.0X30 3.2 3.86 70 6
I
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DKRE |28 20 aca
I LONG NECK SQUARE END MILLS (2 FLUTES)

» D2 DLCAY X8 N (5
* 583, YBBAAE BAHQ STIYD NG IS = I

o RY BH HE

P19
# Apply advanced DLC coating % %
4 Various application such as copper alloy, reinforced plastic,

carbon fiber, and so forth
# Apply high precision tolerance

#d2

e — o S | oo
y 4% .
Sl |
EFEES 43X $23
@D X L2 L1 Jd2 L @d(hé)
DKRE 001003 D0.1X0.3 0.15 0.09 45 4
DKRE 001005 D0.1X05 0.15 0.09 45 4 (0]
DKRE 00201 D0.2X 1 03 0.18 45 4 Ll
DKRE 00215 D0.2X1.5 03 0.18 45 4 —
DKRE 00202 D0.2X 2 03 0.18 45 4 (2
DKRE 00301 DO.3X 1 0.4 0.27 45 4 L
DKRE 00315 D0.3X1.5 0.4 0.27 45 4 7))
DKRE 00302 D0.3X 2 0.4 0.27 45 b
DKRE 00303 D0.3X3 0.4 0.27 45 4 o
DKRE 00401 D04X 1 05 0.36 45 A L
DKRE 00402 D0.4X2 05 0.36 45 4 =
DKRE 00403 D0.4X3 05 0.36 45 4 <
DKRE 00404 D0.4 X4 05 0.36 45 4
DKRE 00502 D05 X2 0.7 0.45 45 4 o
DKRE 00503 D05X3 0.7 0.45 45 4 (&)
DKRE 00504 D05 X4 0.7 0.45 45 4 B
DKRE 00506 DO5X 6 0.7 0.45 45 4
DKRE 00602 D0.6X2 0.9 0.55 45 4 =l
DKRE 00603 D0.6X3 0.9 0.55 45 b o
DKRE 00604 D0.6X4 0.9 0.55 45 4
DKRE 00606 D0.6X 6 0.9 0.55 45 4
DKRE 00608 D0.6X8 0.9 0.55 45 4
DKRE 00802 D0.8X 2 12 0.75 45 4
DKRE 00804 DO.8X 4 12 0.75 45 b
DKRE 00806 D0.8X 6 12 0.75 45 4
DKRE 00808 D0.8X8 12 0.75 45 b
DKRE 01003 D1.0X3 15 0.95 45 4
DKRE 01004 D1.0X4 15 0.95 45 4
QA BOOYOUNG
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DKRE |28 20 aca
I LONG NECK SQUARE END MILLS (2 FLUTES)

¢ 15 DLCIE ME > D
o TS, YTIELAE EIAMG S CHYSH ME Tt - 1

¢ IZT SAHE

P190
4 Apply advanced DLC coating % &
4 Various application such as copper alloy, reinforced plastic,

carbon fiber, and so forth
# Apply high precision tolerance

olr

$d2

TS ) l#a

vy
<
=
N gt |

suns 43X 753 2
woetve  Clagnc AU obmaer  legh  oammer
@D X L2 L Jd2 L @d(hé)
DKRE 01006 D1.0X6 15 095 45 4
- ) DKRE 01008 D1.0X8 15 0.95 45 4
- DKRE 01010 D1.0X 10 15 095 45 4
') DKRE 01012 D1.0X12 15 095 45 4
DKRE 01506 D15X6 23 1.45 45 4
(o) DKRE 01508 D1.5X8 23 145 45 4
() DKRE 01510 D15X 10 23 1.45 45 4
> DKRE 01512 D15X 12 23 145 45 4
DKRE 02006 D20X6 3 1.95 45 4
- DKRE 02008 D2.0X8 3 1.95 45 4
m DKRE 02010 D20X 10 3 1.95 45 4
- ) DKRE 02012 D2.0X 12 3 1.95 45 4
wn DKRE 02016 D20X 16 3 195 50 4
DKRE 02018 D2.0X 18 3 1.95 50 4
m DKRE 02020 D20X20 3 195 60 4
A DKRE 03012 D3.0X 12 45 2.86 50 6
— DKRE 03016 D3.0X 16 45 286 60 6
m DKRE 03020 D3.0X20 45 286 60 6
(0] DKRE 03025 D3.0X 25 45 286 65 6
DKRE 03030 D3.0X30 45 286 70 6
DKRE 04012 D4.0X 12 6 386 50 6
DKRE 04016 D4.0X 16 6 3.86 60 6
DKRE 04020 D4.0X 20 6 386 60 6
DKRE 04025 D4.0X 25 6 386 65 6
DKRE 04030 D4.0X 30 6 386 70 6
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LF (@) ol

I LONG NECK CORNER RADIUS END MILLS (2 FLUTES)
¢ 12 DLCTE M2 5 D
o 52T, JEZAXE TANG S T HE TIs g m
o DX TR M LI
o DJAEE XIS 93t Ciost TR X8 % % %
4 Apply advanced DLC coating R
# Various application such as copper alloy, reinforced plastic,

carbon fiber, and so forth

# Apply high precision tolerance
# Apply various corner R to prevent micro-chipping

R
\ $d.
R L) I S=——— Iz
_.LL_ L2 |
' L
| ouvs [ 4 g |aidceA] @ 8 | say EECE

@d(hé)

DKRE 2003R005-015
DKRE 2003R005-02 03 0.05 03
DKRE 2003R005-03
DKRE 2004R005-02
DKRE 2004R005-03 0.4 0.05 0.4
DKRE 2004R005-04
DKRE 2005R005-02
DKRE 2005R005-03
DKRE 2005R005-04 05 0.05 05
DKRE 2005R005-05
DKRE 2005R005-06
DKRE 2006R005-02
DKRE 2006R005-04
DKRE 2006R005-06
DKRE 2006R005-08
DKRE 2008R01-04

DKRE 2008R01-06 038 0.1 08
DKRE 2008R01-08
DKRE 2010R01-04
DKRE 2010R01-06
DKRE 2010R01-08 0.1
DKRE 2010R01-10
DKRE 2010R01-12
DKRE 2010R02-04
DKRE 2010R02-06
DKRE 2010R02-08 0.2
DKRE 2010R02-10
DKRE 2010R02-12
DKRE 2015R01-06 1.5 0.1 23

_\
o

0.27 45 4

0.37 45 4

0.46 45 4

0.6 0.05 0.6 0.56 45 4

0.76 45 4

"
L
o
LLl
0
o
e
<[
o
O
O
—
o

0o~~~ |os [N~ IWOINIRRIOINWIN

—_ =
N O

1 1.5 0.95 45 4

@ (o~ [

RN N
N[O

o~

1.45 45 4
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LONG NECK CORNER RADIUS END MILLS (2 FLUTES)

+ 12 DLCTE M8 3
S8 ZISIZAIAEl EFAMO S CIORH KR It S

o (L3 E=
o DT WX 2t Clofst AR MG ~ (= -

4 Apply advanced DLC coating & % &

# Various application such as copper alloy, reinforced plastic,
carbon fiber, and so forth

# Apply high precision tolerance
# Apply various corner R to prevent micro-chipping

N ot T
‘ ek

L2 |
' L

| 2uvs | A ¥ |AuOerl % B | Ra® EKEXE

m
X
o
o
~

@d(he)
DKRE 2015R01-08 8
- ) DKRE 2015R01-10 0.1 10
- DKRE 2015R01-12 12
(@) DKRE 2015R02-06 15 23 6 145 45 4
DKRE 2015R02-08 0 8
(o) DKRE 2015R02-10 ' 10
() DKRE 2015R02-12 12
> DKRE 2020R02-08 8
DKRE 2020R02-10 10 45
-] DKRE 2020R02-12 02 12
m DKRE 2020R02-14 14 5
- ) DKRE 2020R02-16 16
wn DKRE 2020R03-08 8
DKRE 2020R03-10 10 45
m DKRE 2020R03-12 2 03 3 12 19 4
A DKRE 2020R03-14 14 60
— DKRE 2020R03-16 16
m DKRE 2020R05-08 8
(0p) DKRE 2020R05-10 10 45
DKRE 2020R05-12 05 12
DKRE 2020R05-14 14 5
DKRE 2020R05-16 16
DKRE 2030R02-12 12
DKRE 2030R02-16 02 16
DKRE 2030R02-20 20
DKRE 2030R03-12 3 45 12 285 60 6
DKRE 2030R03-16 03 16
DKRE 2030R03-20 20
DKRE 2030R05-12 05 12
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Lk I:I I

I LONG NECK CORNER RADIUS END MILLS [2 FLUTES)
¢ 12 DLCTE M2 3 D
o 52T, JEZANE ©ANG S Tt HE T} g @
o DX TR M LI
o DJAEE XIS 93t Ciost TR X8 % % @
4 Apply advanced DLC coating R
# Various application such as copper alloy, reinforced plastic,

carbon fiber, and so forth

# Apply high precision tolerance
# Apply various corner R to prevent micro-chipping

1<)
o

o
rO
olr

R
\ $d.
——— LV Sas—— T
_.LL_ L2 |
: L
24 BRI ETEECE | #2% | | 433 |
@d(hé)

DKRE 2030R05-16 16
DKRE 2030R05-20 3 0> i 20 285 60 ¢ (0]
DKRE 2040R02-16 16 n Ll
DKRE 2040R02-20 0.2 20 —
DKRE 2040R02-25 25 70 (2
DKRE 2040R03-16 16 o L
DKRE 2040R03-20 4 03 6 20 3.85 6 7))
DKRE 2040R03-25 25 70
DKRE 2040R05-16 16 n o
DKRE 2040R05-20 05 20 L
DKRE 2040R05-25 25 70 =
DKRE 2060R03-20 03 20 <
DKRE 2060R05-20 6 0.5 9 20 5.7 60 6
DKRE 2060R10-20 1 20 o
DKRE 2080R05-24 . 05 » 2 o - . (&)
DKRE 2080R10-24 1 24 ' 3
DKRE 2100R05-30 0.5 30
DKRE 2100R10-30 0 1 o 30 77 0 0 =l
DKRE 2120R05-30 - 0.5 - 30 7 80 1 o
DKRE 2120R10-30 1 30 '
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Lt 2 ul A3)0o] ol =2
| LONG NECK SQUARE END MILLS (4 FLUTES)
¢ 1= DLCEY HE D
¢ 385, YatEetAE BAad R S YR HE TIs
* 1YY 3R N iR
¢ Apply advanced DLC coating
# Various application such as copper alloy, reinforced plastic, W

carbon fiber, and so forth
¢ Apply high precision tolerance

|'0||
ol

— ¢d2

#d

L2

m
X
o
o
~

e — sﬂi@
L

53 X 335 X

Model No. —————
Jd2 L

DX L2 L @d(hé)
4DKRE 01003 D1.0X3 15 0.95 45 4
U 4DKRE 01004 D1.0X 4 15 0.95 45 4
I_ 4DKRE 01006 D1.0X6 1.5 0.95 45 4
n 4DKRE 01008 D1.0X8 1.5 0.95 45 4
4DKRE 01010 D1.0X 10 1.5 0.95 45 4
O 4DKRE 01012 D1.0X 12 15 0.95 45 4
O 4DKRE 01506 D1.5X6 2.3 1.45 45 4
4DKRE 01508 D1.5X8 2.3 1.45 45 4
> 4DKRE 01510 D1.5X 10 2.3 1.45 45 4
_| 4DKRE 01512 D1.5X 12 2.3 1.45 45 4
m 4DKRE 01516 D1.5X 16 2.3 1.45 50 4
U 4DKRE 02006 D2.0X 6 3 1.95 45 4
4DKRE 02008 D2.0X8 3 1.95 45 4
m 4DKRE 02010 D2.0X 10 3 1.95 45 4
m 4DKRE 02012 D2.0X 12 3 1.95 45 4
4DKRE 02016 D2.0X 16 3 1.95 50 4
:U 4DKRE 03008 D3.0X 8 4.5 2.86 50 6
— 4DKRE 03010 D3.0X 10 4.5 2.86 50 b
m 4DKRE 03012 D3.0X 12 4.5 2.86 50 6
m 4DKRE 03016 D3.0X 16 4.5 2.86 60 b
4DKRE 03020 D3.0 X 20 45 2.86 60 6
4DKRE 04010 D4.0X 10 b 3.86 50 b
4DKRE 04012 D4.0 X 12 b 3.86 50 6
4DKRE 04016 D4.0X 16 b 3.86 60 b
4DKRE 04020 D4.0 X 20 6 3.86 60 b
4DKRE 04025 D4.0 X 25 b 3.86 65 b
4DKRE 04030 D4.0 X 30 6 3.86 70 b
4DKRE 04040 D4.0 X 40 b 3.86 80 b
4DKRE 05016 D5.0X 16 6 4.86 55 6
4DKRE 05020 D5.0 X 20 b 4.86 60 b
4DKRE 05025 D5.0 X 25 b 4.86 65 b

186 I www.youngtool.co.kr



4DKRE |4 B 4 Ao AED
| LONG NECK SQUARE END MILLS (4 FLUTES)
¢ 12 DLCZE HE

o SHT, ZOABAAS BANR S LU NS IS

¢ 1ZL SAHE

D
W E3

¢ Apply advanced DLC coating N\ |

# Various application such as copper alloy, reinforced plastic, 30°
carbon fiber, and so forth

# Apply high precision tolerance

e

53 X 2%

REHS

Model No.

£
¢DJ,—E§
L1

|

T

L2

@dz
i;
f

L

#d

Dd2 L

TEE:

@D XL L @d(hé)

4DKRE 05030 D5.0 X 30 6 4.86 70 6

4DKRE 05040 D5.0 X 40 6 4.86 80 6 (7]

4DKRE 06020 D6.0 X 20 8 5.8 60 6 LLI

4DKRE 06030 D6.0 X 30 8 5.8 75 6 —

4DKRE 06040 D6.0 X 40 8 5.8 80 6 ('

4DKRE 06050 D6.0 X 50 8 5.8 90 6 LLl

4DKRE 08030 D8.0 X 30 12 7.8 80 8

4DKRE 08040 D8.0 X 40 12 7.8 100 8 Vp)

4DKRE 10035 D10.0X 35 15 9.8 80 10 0

4DKRE 10045 D10.0 X 45 15 9.8 100 10 L

4DKRE 12040 D12.0 X 40 18 11.8 100 12

4DKRE 12050 D12.0X 50 18 11.8 110 12 IE
o
(&)
(&)
-
[
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# TOOLS

END MILLS SERIES

M AR R
— e ?_.I
TECHNICAL DATA

» DKRB

» DKRE

» 4 DKRE

» DKRE 2000R



- L 2L &2
¢ |DKRB series |22 849 = |

DIAMETER FEED FEED FEED
0.5 50000 500 50000 500 50000 380
0.6 50000 700 50000 650 50000 450
0.8 50000 850 44000 770 50000 600
1.0 50000 1000 35000 770 50000 630
2.0 39600 1716 19800 780 50000 1250
3.0 26000 1584 13000 720 39000 1512
4.0 19000 1606 9500 730 28500 1533
5.0 15400 1606 7700 730 23100 1533
6.0 13000 1584 6500 720 19500 1512
8.0 10000 1584 5000 720 15000 1512
10.0 8000 1606 4000 730 12000 1533
12.0 6600 1606 3300 730 9900 153

O.éZD

RPM = rev/min
Feed = mm/min

Technical Data @:=G Y

cE2E WY QIS optf o ALt S mdof 95t FEYO| VS0l E e QUSH T
« AHETIO HHEA| BtA0f 2 CHAO] Af2 |0 U=K| =HoISHAI 7] HERHLICY,

cauton -, Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.

‘X BOOYOUNG
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eleq jediuyoa] ghiugk:

2> | DKRE series | 22 &9 23| 0{-Stotting Cutting |

DIAMETER FEED FEED EEED)
0.5 50000 160 50000 160 50000 140
0.6 50000 200 50000 190 50000 170
0.8 50000 260 43000 225 50000 220
1.0 50000 330 35000 230 50000 280
2.0 25400 330 12700 165 38100 429
3.0 17600 530 8700 265 26100 689
4.0 13000 560 6500 280 19500 728
6.0 8700 560 4350 280 13050 728
8.0 6600 560 3300 280 9900 728
10.0 5200 560 2600 280 7800 728
12.0 4400 570 2200 285 6600 741

RPM = rev/min
Feed = mm/min

S

: L 24l AZ)0]-si :
% DKRE series | 2€ 34 23| 0{-side Cutting |
WROUGHT UNALLOYED

DIAMETER FEED FEED FEED
0.5 50000 170 50000 160 50000 130
0.6 50000 210 45000 175 50000 160
0.8 50000 280 34000 170 50000 210
1.0 41250 288 27500 180 50000 263
2.0 20550 288 13700 180 27400 288
3.0 13950 456 9300 285 18600 456
4.0 10500 480 7000 300 14000 480
6.0 7200 512 4800 320 9600 512
8.0 5250 480 3500 300 7000 480
10.0 4200 480 2800 300 5600 480
12.0 3600 512 2400 320 4800 512

1.0Dl

0.5D RPM = rev/min
—  Je—— Feed = mm/min
=% LYoz oloh 3o HO|LE S T o3t BHMOl VtSE0| LT ASUCEH

« AHETO| SHEA] 2hAY of YT | ApE |0 A=K =l 5HA | HEEHLIC

ChumoN -, Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

+ Confirm fire prevention countermeasure beforehand necessarily before use.
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S \ DKRE 2000R Series | 22 ZCIQA - SiotingCutting |
Alumlnlum Copper Thermoplastic

OIM Diameter FEED FEED RPM FEED
1.0 50000.0 1000.0 50000.0 1000.0 50000.0 700.0
20 50000.0 1800.0 50000.0 1700.0 50000.0 1400.0
3.0 50000.0 2600.0 44500.0 2350.0 50000.0 2100.0
4.0 50000.0 3680.0 33400.0 2100.0 50000.0 2600.0
5.0 50000.0 4300.0 27000.0 2100.0 50000.0 3400.0 h
6.0 44500.0 4670.0 22300.0 2100.0 50000.0 4200.0 O
8.0 33400.0 4560.0 16700.0 2100.0 50000.0 5700.0 c
10.0 26700.0 4770.0 13370.0 2100.0 40000.0 5500.0 i
12.0 22200.0 4660.0 11100.0 2100.0 33500.0 5600.0 >
0 00
7 7~
0.5D I /
’ v L)
(0
Qo
T
& DKRE 2000R Series | 2 #Ej2A -side Cutting \ =
Aluminium Copper Thermoplastlc
OIM Diameter RPM FEED FEED RPM FEED U
1.0 50000.0 1400.0 50000.0 1200.0 50000.0 1200.0 m
20 50000.0 2800.0 50000.0 2500.0 50000.0 2500.0 F
3.0 50000.0 4200.0 50000.0 3700.0 50000.0 3700.0
4.0 50000.0 5300.0 50000.0 4700.0 50000.0 5000.0
5.0 50000.0 6500.0 40000.0 4800.0 50000.0 6500.0
6.0 50000.0 7850.0 33400.0 4900.0 50000.0 7500.0
8.0 37500.0 7850.0 25000.0 4700.0 50000.0 8400.0
10.0 30000.0 7850.0 20000.0 4800.0 40000.0 8400.0
12.0 25000.0 7850.0 16700.0 4700.0 33500.0 8400.0

1.0D
0.5D RPM = rev/min
—>»  (e— Feed = mm/min

c =% WY QI 3ol /FOILE S Lol oot FEUYO| IS T Ed L AFHLCE

« ALSTIO| BHEA] SO iAo ofE E|of A=K =HelSHA 7| BEEHLIC

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
+ Confirm fire prevention countermeasure beforehand necessarily before use.

CAUTION
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INSERT &
INSERT HOLDER

» SQUARE INSERT

» PLUS INSERT

» BALLNOSE INSERT
» HCC CUTTER

» C-BHCC CUTTER




SP@Q |22
| SQUARE INSERT

unit (mm)
B &3 Geaure
* FYE L4500 (£0.010/3 Model No- ar
o ZEO|L 2Eo| 2A2l0] 12T AT 4 AUCH 05R
© EFAIK| E2t 3 2H0| 5[0f 8| ALE 7S SHC. SP({1HQ 100 10R
o SUF0 Hlah 30% Y= ATHELY 24t UL 0.5R
# Excellent precision (Within +£0.01) i
¢ Use one holder regardless of flat tip and ball tip SP®QA120 E0EE
¢ Compatible with other products 2.0R
# 30% cost reduction compared with import goods 0.5R
SP(®»Q 160 1.0R
2.0R
0.5R
SP(®Q 200 1.0R
2.0R
0.5R
SP(®AQ 250 1.0R
2.0R
0.5R
SP(1Q 300 ;82 (0]
3.0R E
ZF O -| E l
| PLUS- o
unit (mm) m
B £ (Features) 92
o A2EE0} 72 A il ZHIRlo] 2218 U JHB0f Halaict Mode! No. at 2
* A2 5 HOIAS 310 BA2OE ASIFSSICH(RI1EZ 40%) 0ER -
* HEO|LF 2E0] 20| 12CI0| ABE4 UL SP(HQ 110 =
# Easy to be machined and programmed without interference off 0:5R
square core
¢ Reusable in normal size by regrinding after use SP®Q@ 130 1.0R
(40% cost reduction) 2.0R
¢ Use one holder regardless of flat and ball tip 0.5R
SP®»Q 170 1.0R
2.0R
0.5R
SP®»Q 210 1.0R
2.0R
0.5R
SP(1)Q 260 ;'SE
3.0R

l.) BOOYOUNG 193
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m
X
o
o
~

S31Y3S L43SNI

= oI ME

SPOWL

BALLNOSE INSERT
unit (mm)
B =5 (eoures 73
o S B, FUsH KA (+0,0050/51) Model No. aT
. J=;_E|;5-||9.o; mx HAL
. ESOLNHE 2 S5 st HLS WSt SP(OW 100 5.0R
;ofll lected LtoolEE ecis indi SPOW110 257
# Carefully selected material and precise grinding
sy s w20 sr
# Quality improvement by TiSiN coating O] :
# Excellent performance when machining mold SP(OW 160 8.0R
SP1HOW 170 8.5R
SPMOW 200 10.0R
SPMOW 210 10.5R
SPMOW 250 12.5R
SP1HOW 260 13.0R
SP®HOW 300 15.0R
JEI 2 0 -| E
DlAMOND BALLNOSE INSERT
unit (mm)

B £% (Features)

o ZCi0| TEA 18E YA HBOZ HHY
* SEHE| b5 357 Q1A e
+ £42502 0} N0 M1 84 23

% Chojoj2E BE

HJ

F

¢ Easy to assemble into holder due to 1 bolt method
¢ Adopt 3-stage grinding method compared with previous product
¢ Reduce abrasion by special coating and reinforce the design

% Diamond coating

194 I www.youngtool.co.kr

Model No. QT
SP®HD 120 6.0R
SP®HD 160 8.0R
SP®D 200 10.0R
SP®»D 300 15.0R




BHCC HOLDER |Z-2
| BALL & RADIUS PRECISION MILL

o SO EN =4 38ts
(ZPFG/ZCFW BMW/RMW & 52
o oMK 2HZE 2 HIURE A8 s
¢ Compatible with HITACHI tip and BULLS tip

(Compatible with ZPFG/ZCFW BMW/RMW])
# Possible to use both ball tip and flat corner R tip with one holder

T X| £ (Dimensions) mm P
T e
@D @dlhé) L1 L
BHCC 16516220 40 220 | SPMQ160
BHCC 16516250 R8 16 16 50 250 |SPMW160 581-144 T-20
BHCC 20520220 R10 20 20 40 220 | SP(MQA200 | 5g1_145 T.95
BHCC 20520250 50 250 |SPMW200
BHCC 25525220 40 220
BHCC 25525250 R12.5 25 25 50 250 gigwggg 581-146 T-30
BHCC 25525300 60 300
BHCC 30532220 40 220
BHCC 30532250 50 250
BHCC 30532300 R15 30 32 60 300 Ssgg\?é%% 581-147 T-30
BHCC 30532350 70 350
BHCC 30532400 70 400
/,
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m
X
o
o
~

S31Y3S L43SNI

C-BHCC HOLDER |22
| BALL & RADIUS PRECISION MILL

o S|UMEL 248 S8ts
(ZPFG/ZCFW BMW/RMW & 52
o M 2HE 2Rt EZHRE A& /s
» ZZHIC|O| £2 PN FUHOZ 2L I3 A
¢ Compatible with HITACHI tip and BULLS tip
(Compatible with ZPFG/ZCFW BMW/RMW])
# Possible to use both ball tip and flat corner R tip with one holder

¢ Perform hyper precision machining due to high stability and
precision of carbide body

oeHg X| £ (Dimensions) mm -
< e
@D dlhé) L1 L N\~

C-BHCC 10510150 30 150 | SP@®Q100

C-BHCC 10510200 RS 10 10 40 200 |SPMW100 581-142 T-10
C-BHCC 12512150 30 150 |SP®Q120

C-BHCC 12512200 Ré 20 20 40 220 |SPMW120 581-143 T-20
C-BHCC 16516200 40 200

C-BHCC 16516250 RS 25 25 50 250 §§§§ﬁﬁiﬂ 581-144 T-20
C-BHCC 16516300 60 300

C-BHCC 20520220 40 220

C-BHCC 20520250 R10 20 20 50 250 SE(%)\%%% 581-145 T-25
C-BHCC 20520300 60 300

C-BHCC 25525250 R125 | 25 25 50 250 | SPMQA250| 5g1_146 T-30
C-BHCC 25525300 60 300 |SPMW250

C-BHCC 30532300 R15 30 39 60 300 |SPMQA300 | 5gq_147 T-30
C-BHCC 30532350 70 350 |SPMOW300
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&

SP®Q series

I CORNER RADIUS INSERT TIP

DIE-CASTING ALLOY STEEL
WORKPIECE | CARBONALLOYSTEEL | CARBONALLOYSTEEL | ~pREHARDENEDSTEELS | HEAT RESISTANCE STEEL

HARDNESS ~280 280~380 30~40 480~740

HRC ~30 30~40 40~50 50~55

Cuttin CSpeed ROUGHING 160~250 120~240 100~240 80~180

(M/min]  FNSHING 200~300 200~280 200~280 150~220
CUTTINGCONDITION FEEDRATEIV  XYValue ~ ZValue  FEEDRATEVA X\YValue ~ ZValue  FEEDRATE(V XYValue ~ ZValue  FEEDRATEVH XYValue  ZValue
(Diameter) (mm/rev)  (mm)  (mm) (mm/rev) (mm)  (mm) (mm/rev) (mm)  (mm) (mm/rev) (mm)  (mm)
o |8 0.40~0.30 | 0.80~0.20 | 0.20~0.30 | 0.40~0.30 | 0.80~0.20 | 0.20~0.10 | 0.20~0.10 | 0.80~0.20 | 0.20~0.10 | 0.20~0.10 | 0.80~0.20 | 0.20~0.10
910 0.40~0.30 | 1.00~0.20 | 0.20~0.10 | 0.40~0.30 | 1.00~0.20 | 0.20~0.10 | 0.20~0.10 | 1.00~0.20 | 0.20~0.10 | 0.20~0.10 | 1.00~0.20 | 0.20~0.10
Z 212,13 | 040~0.30 | 1.20~0.20 | 0.30~0.10 | 0.40~0.30 | 1.20~0.20 | 0.30~0.10 | 0.20~0.10 | 1.20~0.20 | 0.30~0.10 | 0.20~0.10 | 1.20~0.20 | 0.30~0.10
2 16,17 | 0.50~0.40 | 1.60~0.20 | 0.80~0.20 | 0.50~0.40 | 1.60~0.20 | 0.80~0.20 | 0.24~0.12 | 1.60~0.20 | 0.80~0.20 | 0.24~0.12 | 1.60~0.20 | 0.80~0.20
Z |220, 21 | 0.50~0.40 | 2.00~0.20 | 1.00~0.20 | 0.50~0.40 | 2.00~0.20 | 1.00~0.20 | 0.24~0.12 | 2.00~0.20 | 1.00~0.20 | 0.24~0.12 | 2.00~0.20 | 1.00~0.20
g 7125, 26 | 0.50~0.40 | 2.05~0.20 | 1.30~0.20 | 0.50~0.40 | 2.50~0.20 | 1.30~0.20 | 0.24~0.12 | 2.50~0.20 | 1.30~0.20 | 0.24~0.12 | 2.50~0.20 | 1.30~0.20
Z |30, 32 | 0.50~0.40 | 3.20~0.20 | 1.60~0.20 | 0.50~0.40 | 3.20~0.20 | 1.60~0.20 | 0.24~0.12 | 3.20~0.20 | 1.60~0.20 | 0.24~0.12 | 3.20~0.20 | 1.60~0.20

&

SP®W series

I BALL INSERTTIP

DIE-CASTING ALLOY STEEL
WORKPIECE | CARBON ALLOYSTEEL | CARBONALLOYSTEEL | “pRENARDENED STEELS ~ | HEAT RESISTANCE STEEL

HARDNESS ~280 280~380 30~40 480~740
HRc ~30 30~40 40~50 50~55
Cu“ingcspeed ROUGHNG 160~250 120~240 100~240 80~180
(M/min)  FINSHING 200~300 200~280 200~280 150~220
CUTTINGCONDITION FEEDRATEV  X\YValue ~ ZValue  FEEDRATE(VA XYValue ~ ZValue  FEEDRATE(V XYValue ~ ZValue  FEEDRATE(VA XYValue — ZValue
(Diameter) (mm/rev)]  (mm) (mm)  (mm/rev)] (mm) (mm)  (mm/rev)] (mm) (mm)  (mm/rev) (mm) (mm)
e &8 0.30~0.50 | 0.20~0.10 | 0.80~0.25 | 0.30~0.50 | 0.20~0.10 | 0.80~0.25 | 0.20~0.30 | 0.20~0.10 | 0.80~0.25 | 0.20~0.30 | 0.20~0.10 | 0.80~0.20
g @10 0.40~0.30 | 1.00~0.20 | 0.20~0.10 | 0.40~0.30 | 1.00~0.20 | 0.20~0.10 | 0.20~0.10 | 1.00~0.20 | 0.20~0.10 | 0.20~0.10 | 1.00~0.20 | 0.20~0.10
% @12 0.40~0.60 | 0.30~0.10 | 1.20~0.30 | 0.40~0.60 | 0.30~0.10 | 1.20~0.30 | 0.25~0.40 | 0.30~0.10 | 1.20~0.30 | 0.25~0.40 | 0.30~0.10 | 1.20~0.25
g |J16 0.50~0.70 | 0.80~0.10 | 1.60~0.30 | 0.50~0.70 | 0.80~0.10 | 1.60~0.30 | 0.30~0.50 | 0.80~0.10 | 1.60~0.30 | 0.30~0.50 | 0.80~0.10 | 1.60~0.25
% @20 0.50~0.80 | 1.00~0.10 | 2.00~0.40 | 0.50~0.80 | 1.00~0.10 | 2.00~0.40 | 0.35~0.55 | 1.00~0.10 | 2.00~0.40 | 0.35~0.55 | 1.00~0.10 | 2.00~0.35
g 25 0.50~1.00 | 1.25~0.10 | 2.50~0.40 | 0.50~1.00 | 1.25~0.10 | 2.50~0.40 | 0.40~0.60 | 1.25~0.10 | 2.50~0.40 | 0.40~0.60 | 1.25~0.10 | 2.50~0.40
Z (530,32 | 0.80~1.00 | 1.50~0.10 | 3.00~0.40 | 0.80~1.00 | 1.50~0.10 | 3.00~0.40 | 0.40~0.80 | 1.50~0.10 | 3.00~0.40 | 0.40~0.80 | 1.50~0.10 | 3.00~0.40

AN

CAUTION

cEER Y
 ALE T

Moz ol sixjo] Y#O0|LE &7 THA0| o3 FLAo| Tt S0 WA B4 ABLICH
| H A SIRH0 S ChaO| Of@Is|of Q=X EOIstA|7| HFRILIC

« Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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BYBN 2000

¢ ALSALEE, HIZEAE T

=
T2 52318 93t HHY

FEEREE

i

A
2
=)

il

g7s

-

¢ AL and AL alloys, non-ferrous workpiece applicable department

2 Op0|3 2 =4 S Y

¢ Apply trembling cutting edge geometry to minimize

4 Precision tolerances apply

MICRO GRAIN CARBIDE BALL END MILLS (2 FLUTES)

ofCT:
Bl ]

R
0\
== — a
b ] ‘
Radius Diamater of Length Overall Shank
Model No. Mill of cut Length Diamater
R 2D L1 L @d(hé)
BYBN 2010 R 0.5 1.0 3 50 6
BYBN 2015 R 0.75 1.5 4 50 6
BYBN 2020 R 1.0 2.0 7 60 6
BYBN 2025 R1.25 2.5 8 60 6
BYBN 2030 R 1.5 3.0 10 60 6
BYBN 2040 R 2.0 4.0 12 70 6
BYBN 2050 R 2.5 5.0 15 80 6
BYBN 2060 R 3.0 6.0 15 90 6
BYBN 2080 R 4.0 8.0 20 100 8
BYBN 2100 R 5.0 10.0 25 100 10
BYBN 2120 R 6.0 12.0 30 110 12
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BYE 2000AL | Sauncasen
| ALUMINUM SQUARE END MILL (2 FLUTES)

AL ALBIZ, HIEAS DA X8 Jks . D
# QU 201 72 BA| DAfS BHEE QAELICL g ﬁ =

= o oe O~
o 2 24812 O Y 1S 0012
* DHY B K

P20
# Suitable for AL, AL alloy, and non-ferrous materials %
4 The Illuminance of the workpiece is good when cutting with the A0iEx

cutting edge of the mirror surface design.
# Apply cutting edge geometry to minimize the vibration
# Apply high precision tolerance

BYE 2010AL 1 3 45 6
BYE 2015AL 1.5 3 50 6
BYE 2020AL 2 8 50 6
BYE 2030AL 3 11 59 6
BYE 2040AL 4 13 55 6
BYE 2050AL 5 17 565 6
BYE 2060AL 6 17 60 6
BYE 2080AL 8 22 70 8
BYE 2100AL 10 27 75 10
BYE 2120AL 12 32 80 12
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BYE 3000 |32 Ao] A=Y
I ALUMINUM SQUARE END MILLS (3 FLUTES)

& TEEDI 3FLUTES HEOR Lt gt ds & 5)

o ALLALRIZ, B DA 58 O1S o
+ Ol 0 A2 A TiATel ERIEE Q4mLICH Soro  45°
o 21 FA3S ofot T K8

210
# Better hardness and improved performance due to application of balanced 3 Flutes 20127t

4 Suitable for AL, AL alloy, and non-ferrous materials

4 The Illuminance of the workpiece is good when cutting with the cutting edge of the mirror surface design.
4 Apply cutting edge geometry to minimize the vibration

4 Apply high precision tolerance

¢d

Model No.

BYE 3010 1 3 45 6
BYE 3015 1.5 5 50 6
BYE 3020 2.0 8 50 6
BYE 3030 3.0 11 93] 6
BYE 3040 4.0 13 55 6
BYE 3050 5.0 17 58] 6
BYE 3060 6.0 17 60 6
BYE 3080 8.0 22 70 8
BYE 3100 10.0 27 75 10
BYE 3120 12.0 32 80 12
BYE 3160 16 42 100 16
Il
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S3I43S NNNIWNTV

l \ | LONG ENDMILLS FOR ALUMIUNUM (High Helix 45°)

o FHED 3FLUTES XSO CILIS 2471 A5 84

i) m P
¢ AL B ALEEE, HIEAIG DA X8 Tts g
¢ QMR AN A2 HMA| DIATHO| EHAE QLT

dan=g.
o 2 AAB12 O A 1S

P21
o DBy i g Uwe &
# Better hardness and improved performance due to application of balanced 3 Flutes A0ER

# Suitable for AL, AL alloy, and non-ferrous materials

# The Illuminance of the workpiece is good when cutting with the cutting edge of the mirror surface design.
4 Apply cutting edge geometry to minimize the vibration

# Apply high precision tolerance

o

e

L

__owes | 33 | ws | ms | @ | w33 |

Diamater of Length Overall Edge Shank
Model No. Mill of cut Length Diamater
@D L L F @d(hé)
D3X17X65L 3.0 17 65 3 6
D3X22X70L 3.0 22 70 3 6
D3X27X80L 3.0 27 80 3 6
D4X22X60L 4.0 22 60 3 6
D4X27X80L 4.0 27 80 3 6
D4X32X80L 4.0 32 80 3 6
D5X22X60L 5.0 22 60 3 6
D5X27X70L 5.0 27 70 3 6
D5X32X80L 5.0 32 80 3 6
D5X37X80L 5.0 37 80 3 6
D6X22X60L 6.0 22 60 3 6
D6X27X80L 6.0 27 80 3 6
D6X32X80L 6.0 32 80 3 6
D6X37X80L 6.0 37 80 3 6
D6X42X80L 6.0 42 80 3 6
D8X27X60L 8.0 27 60 3 8
D8X32X80L 8.0 32 80 3 8
D8X37X80L 8.0 37 80 8 8
D8X42X80L 8.0 42 80 3 8
D8X47X95L 8.0 47 e 3 8
D8X52X100L 8.0 52 100 3 8
D10X32X75L 10.0 32 75 3 10
D10X37X80L 10.0 37 80 3 10
D10X42X80L 10.0 42 80 3 10
D10X47X100L 10.0 47 100 3 10
D10X52X100L 10.0 52 100 3 10
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AL-LON

& THETBI SFLUTES 802 oLtz 2+
& AL SLALRIE, HIEAIE njadf Mg 7
o QIS AG A2 HA| TiATO| E
o D XA0LE 2ot HHY HE

» DEY B g

| LONG ENDMILLS FOR ALUMIUNUM (High Helix 45°)

o o
D63
HAE LpFLICH 0012
P211
k4
4 Better hardness and improved performance due to application of balanced 3 Flutes A&
4 Suitable for AL, AL alloy, and non-ferrous materials

4 The Illuminance of the workpiece is good when cutting with the cutting edge of the mirror surface design.
4 Apply cutting edge geometry to minimize the vibration
# Apply high precision tolerance
Li | |

RN —

| guse ] M d | ¢# | HZ

mj:g&é é E > IE

Model No. —————
F
D10X62X110L 10.0 62 110 3 10
D12X37X80L 12.0 37 80 8 12
D12X42X110L 12.0 42 110 3 12
D12X47X110L 12.0 47 110 3 12
D12X52X110L 12.0 52 110 3 12
D12X62X110L 12.0 62 110 3 12
D12X67X110L 12.0 67 110 3 12
D16X52X110L 16.0 52 110 3 16
D16X62X140L 16.0 62 140 3 16
D16X72X140L 16.0 72 140 3 16
D16X82X150L 16.0 82 150 3 16
D20X72X150L 20.0 72 150 3 20
g,
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34 2t A
| 3F ROUGHING END MILL

) ) ) D | W A
& AL U ALERZ HIEAIG DAfxfo| 0| 7Hset 45°
* D204 71B0| Jh53H g By

s =T 3

o Lot 20| 8L R2Z0| HE

4 Applicable to Aluminum, Aluminum-alloy T Sv
and non-steel workpiece g 3| ATYPE
* \E/%egmetr)ilzfacibitialg%sl:igh speed roughing 4
4 Various size ava L1 )
T i 11T b | T b I
' 8 3 3 BTYPE
L1
L2
ATYPE L !
ETEE
Model No. T
@d(hé)
RA304010 4 10 55 6
RA305015 3 15 58] 6
RA306015 6 15 60 6
RA306025 6 25 80 6
RA308020 8 20 65 8
RA308030 8 30 90 8
RA310025 10 25 70 10
RA310040 10 40 100 10
RA312030 12 30 80 12
RA312050 12 50 110 12
RA314035 14 35 90 16
RA316042 16 42 100 16
RA316052 16 52 150 16
RA318045 18 45 100 20
RA320048 20 48 100 20
RA320055 20 55 160 20
B TYPE

RA3060B 6 15 21 5.8 70 6
RA3080B 8 20 27 7.8 80 8
RA3100B 10 25 32 9.8 90 10
RA3120B 12 30 38 11.8 100 12
RA3160B 16 42 46 15.7 120 16
RA3200B 20 41 58] 19.7 120 20
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< ' Series 2
CARBON STEELS
MATERIAL ALLOY STEELS TOOL STEELS CAST STEELS ALUMINUM ALLOYS

HARDNESS ~HRc 30 HRc 30 ~ HRc 40
SOLIDITY 1000N/mar 1000N ~1300N/mn
RADIUS RPM FEED RPM FEED RPM FEED RPM FEED
R2 5200 90 4400 45 7300 150 21500 280
R3 3500 100 2900 45 4900 160 14300 280
R4 2600 100 2100 45 3600 200 10900 280
R5 2100 105 1700 45 2900 230 8800 330
R6 1700 100 1430 45 2400 250 7260 330

#8, AAER} 8 HES ABA 0152
50%7tx| B0f AL310f FHAlL.

RPM = rev/min
Feed = mm/min

CAUTION

s 2% Y= 0I5 oAl o QIFO[LE S Lo oot BEHYO| IS SO WY E4 AUSLICH

* ALS O] BHEA] SH 0| Y 0] nfE E|of A=K =HelSHA 7| HEEHLIC.

+ Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
+ Confirm fire prevention countermeasure beforehand necessarily before use.
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¢ | BYE 2000AL Series | 2 A70f ‘
220} ALUMINIUM oI=0ji5 ALUMINIUM

91 Diameter RPM FEED RPM FEED
1.0 16870.0 505.0 16870.0 845.0
1.5 13150.0 525.0 13150.0 790.0
2.0 11300.0 565.0 11300.0 790.0
3.0 10000.0 700.0 10000.0 900.0
40 10000.0 900.0 10000.0 1100.0
5.0 10000.0 1000.0 10000.0 1300.0
6.0 10000.0 1200.0 10000.0 1500.0
8.0 8000.0 1400.0 8000.0 1800.0
10.0 8000.0 1700.0 8000.0 2100.0
12.0 8000.0 2100.0 8000.0 2600.0

Slotting 100 Side Cutting 7
7] % 1.0
05D I A:®1~10=0.25xD
7, ®12-020=05xD _,;57;’ A RPM = revmin.

Technical Data @:=G Y

c 2% YY2Z QI st ol FEOILE S IR0 olet BUYO| IS F0f Tl ASHCH

+ AETIO SHEA] S0 Y CiE 0| mpE E|o] A=K] =l 5HAT| HEEHLICH.
« Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
« Confirm fire prevention countermeasure beforehand necessarily before use.
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¢S | BYE 3000 series | 3 23 0{-side cutting |

DIAMETER RPM FEED
3.0 10000 650
4.0 10000 780
5.0 10000 930
6.0 10000 1000
8.0 8000 1230
10.0 8000 1500
12.0 8000 1260
14.0 6000 1580
16.0 6000 1730
18.0 4000 1300
20.0 4000 1365

2.50l
e

& | BYE 3000 series | 32 23 -stotting |

DIAMETER RPM FEED
3.0 10000 500
4.0 10000 630
5.0 10000 720
6.0 10000 865
8.0 8000 1000
10.0 8000 1220
12.0 8000 1500
14.0 6000 1290
16.0 6000 1350
18.0 4000 1000
20.0 4000 1150

Wl ]
‘W‘ RPM = rev/min

Feed = mm/min

cSE WYOoR 0I5 a9 QFo[Lt 37 u+0|I ofst Aol 713 F0f Ll st AL
. k Ol BEEA| SHR| O e T2 0| O}21E|0f QI=X| BHOI5HA| 7| HFRILIC}.

CAUTION Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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& | AL-LONG series | 38 27% S-sidecutting |

DIAMETER RPM FEED
3.0 7000 455
4.0 7000 546
5.0 7000 651
6.0 7000 756
8.0 5600 861
10.0 5600 1050
12.0 5600 882
14.0 4200 1106
16.0 4200 1211
18.0 2800 910
20.0 2800 956

2.5D

0.15D RPM = rev/min
D E— Feed = mm/min

—
!

& | AL-LONG series | 32 27|0f S-slotting |

Technical Data @:=G Y

DIAMETER RPM FEED
3.0 7000 350
4.0 7000 441
5.0 7000 504
6.0 7000 606
8.0 5600 700
10.0 5600 854
12.0 5600 1050
14.0 4200 903
16.0 4200 945
18.0 2800 700
20.0 2800 805

O.ZDL
‘ 1.0D ‘ RPM = rev/min

Feed = mm/min

s =% YYO 2 Olot ol 0| AHOILE S Thof| s HLYO| TS Fo| LY a ASLTH
+ AFSTOI| HEA] Spafoll Y Ch R0 OfA £|of A=X| =l SHA 7| HIZfLICE

cauton -, Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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& | RA Series

| 3<2r

SLOTTING SIDE CUTTING

Q1M Diameter RPM FEED RPM FEED
1.0 17000.0 550.0 17000.0 900.0
12 16000.0 550.0 16000.0 850.0
15 13000.0 500.0 13000.0 850.0
20 10000.0 4000 10000.0 6400
25 8000.0 380.0 8000.0 5200
30 7000.0 350.0 7000.0 455.0
35 7000.0 350.0 7000.0 550.0
40 7000.0 4410 7000.0 546.0
45 7000.0 500.0 7000.0 600.0
5.0 7000.0 504.0 7000.0 6510
55 7000.0 605.0 7000.0 700.0
6.0 7000.0 606.0 7000.0 756.0
7.0 6000.0 700.0 6000.0 8200
8.0 5600.0 700.0 5600.0 8610
9.0 5600.0 800.0 5600.0 900.0
10.0 5600.0 854.0 5600.0 1050.0
12.0 5600.0 1050.0 5600.0 882.0
14.0 4200.0 903.0 42000 1106.0
16.0 4200.0 9450 42000 12110
18.0 2800.0 700.0 2800.0 9100
200 2800.0 805.0 2800.0 956.0

Slotting 100 Side Cutting I
7~ 2.5D
0.2D
7, L1771 21D
RPM = rev/min

AN

CAUTION

S EE WMOE 013 3ol JBOIL BT THEO) OBt Who| JFBEY) BHES UL

o A}

Ol SHEA] St o) Y CiE 0| AfE E|of A=K =l 5HA 7| HEEHLICY.

« Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.
« Confirm fire prevention countermeasure beforehand necessarily before use.
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31N141L

L e
1 F SERI ES | 2| EP xél%l.%l: OILIEDEI
| HELIX FLUTE TYPE ORTHODROMIC END MILLS (1 FLUTES)

* AL 013 5 HIEAK} I3 D
* IFLUTEHgo= 7124 4 & i34 94 ﬂ m
o CHYSH 58 HE0| 20|55 Ciyet 4402 714

4 Machining non-ferrous materials such as AL, acrylic, and so forth uwce P21
¢ Excellent machinability and chip discharge due to 1 FLUTE A0|R

¢ Compose of various edge lengths to facilitate the application of various metalwork

P =S 1

- ‘

H g

Diameter of Length Overall Shank
Model No. Mill of cut Length Diamater
@D L L ®d(hé)
< 1F 005010 0.5 1.0 45 6
& 1F 006012 0.6 1.2 45 6
<& 1F 007014 0.7 1.4 45 6
& 1F 008016 0.8 1.6 45 6
¢ 1F 009018 0.9 1.8 45 6
<& 1F 010030 1.0 3 45 6
< 1F 010040 1.0 4 45 6
<& 1F 010060 1.0 6 45 6
& 1F 012040 1.2 4 45 6
<& 1F 012060 1.2 6 45 6
<& 1F 012080 1.2 8 45 6
<& 1F 015040 1.5 4 50 6
& 1F 015060 1.5 6 50 6
<& 1F 015080 1.5 8 50 6
< 1F 020060 2.0 6 60 6
< 1F 020080 2.0 8 60 6
< 1F 020100 2.0 10 60 6
< 1F 025080 2.5 8 60 6
< 1F 025100 2.5 10 60 6
¢ 1F 030080 3.0 8 60 6
& 1F 030120 3.0 12 60 6
<& 1F 030150 3.0 15 60 6
& 1F 040100 4.0 10 60 6
& 1F 040150 4.0 15 60 6
& 1F 040200 4.0 20 60 6
¢ 1F 050130 5.0 13 60 6
< 1F 050200 5.0 20 60 6
¢ 1F 050250 5.0 25 65 6
& 1F 060150 6.0 15 60 6

O Al FEMEES YU
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L ke
1 F SERI Es | 2| EI- xélbg%t OIilEnEI
| HELIX FLUTE TYPE ORTHODROMIC END MILLS (1 FLUTES)

o AL OIFE SHEA 13 D
* IFLUTE §822 7124 9 & B34 24 m
12 M of5} LtZI

o CIOfet 7t 2 M E0| S0[5t S Cigfet H20|2 74

4 Machining non-ferrous materials such as AL, acrylic, and so forth uwe R219
¢ Excellent machinability and chip discharge due to 1 FLUTE A0[2R
¢ Compose of various edge lengths to facilitate the application of various metalwork

P =< 1

- ‘

Diameter of Length Overall Shank
Model No. Mill of cut Length Diamater

@D L L @d(hé)
<& 1F 060200 6.0 20 60 6
<& 1F 060250 6.0 25 65 6
<& 1F 080200 8.0 20 70 8
<& 1F 080250 8.0 25 70 8
<& 1F 080300 8.0 30 70 8
<& 1F 100250 10.0 25 75 10
<& 1F 100300 10.0 30 75 10
<& 1F 120300 12.0 30 80 12
<& 1F 120350 12.0 35 80 12

O B FEHEE YLt
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31N14L

| ANTIDROMIC HELIX FLUTE TYPE END MILLS (TFLUTE)

* ALOIEE S HIEAH 73 D
* IFLUTE 822 7124 U & Y 94 ﬂ m

o CHSS 7tE = HE0| E0[ote S et €20|2 114y

& Zo| off = H{ E =0 LMY E CHEHQI JtS Tk UWC P219
4 Machining non-ferrous materials such as AL, acrylic, and so forth ﬁ

¢ Excellent machinability and chip discharge due to 1 FLUTE
¢ Compose of various edge lengths to facilitate the application of various metalwork
4 Stably machine materials because chip is discharged downward

% @ ”DI : Iﬂd
L1 ‘
L
suvs

rol Ho

o

Diameter of Length Overall Shank
Model No. Mill of cut Length Diamater
@D L L @d(hé)
<& 1FR 005010 0.5 1.0 45 6
<& 1FR 006012 0.6 1.2 45 6
<&  1FR 007014 0.7 1.4 45 6
<& 1FR 008016 0.8 1.6 45 6
<& 1FR 009018 0.9 1.8 45 6
<& 1FR 010030 1.0 3 45 6
<& 1FR 010040 1.0 4 45 6
<& 1FR 010060 1.0 6 45 6
<& 1FR 012040 1.2 4 45 6
<& 1FR 012060 1.2 6 45 6
<&  1FR 012080 1.2 8 45 6
<& 1FR 015040 1.5 4 50 6
<& 1FR 015060 1.5 6 50 6
<& 1FR 015080 1.5 8 50 6
<& 1FR 020060 2.0 6 60 6
<& 1FR 020080 2.0 8 60 6
<& 1FR 020100 2.0 10 60 6
<& 1FR 025080 2.5 8 60 6
<& 1FR 025100 2.5 10 60 6
<& 1FR 030080 3.0 8 60 6
<&  1FR 030120 3.0 12 60 6
<& 1FR 030150 3.0 15 60 6
<& 1FR 040100 4.0 10 60 6
<& 1FR 040150 4.0 15 60 6
<& 1FR 040200 4.0 20 60 6
<& 1FR 050130 5.0 13 60 6
<& 1FR 050200 5.0 20 60 6
<& 1FR 050250 5.0 25 65 6
<& 1FR 060150 6.0 15 60 6
O HEAl= FEHEE ALCH
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| ANTIDROMIC HELIX FLUTE TYPE END MILLS (1FLUTE)

* ALOIAE S HEAK 12 D]
o 1FLUTE H20= 7124 O & 24 94 ﬂ t@
& CiUSH IS8 M E0| 20[ot = LUt 4202 714

& Zo| of2f 2 H B0 T AR E eHIHQI JtE Tts uwe P21
@ Machining non-ferrous materials such as AL, acrylic, and so forth

¢ Excellent machinability and chip discharge due to 1 FLUTE
4 Compose of various edge lengths to facilitate the application of various metalwork
4 Stably machine materials because chip is discharged downward

b —— @ {@‘@ }m

Lt ‘ ‘

L

EFEE

Diameter of Length Overall Shank
Model No. Mill of cut Length Diamater

@D L L @d(hé)
& 1FR 060200 6.0 20 60 6
% 1FR 060250 6.0 25 65 6
& 1FR 080200 8.0 20 70 8
% 1FR 080250 8.0 25 70 8
& 1FR 080300 8.0 30 80 8
% 1FR 100250 10.0 25 75 10
& 1FR 100300 10.0 30 80 10
% 1FR 120300 12.0 30 80 12
& 1FR 120350 12.0 35 90 12

<&
FHI
>
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+
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ALU-MILL

END MILLS SERIES

» 1F
» 1FR (Down Cut)




[ A= 1F series | 12 239 |

DIAMETER FEED FEED
2 32000 2200 23000 1500
3 25000 2400 18000 1700
4 20000 2400 15000 1800
5 15000 2200 12000 1800
6 13500 2300 10000 1800
8 10000 2400 7800 1900
10 8000 2400 6000 2000

2.5D

:

D RPM = rev/min
Feed = mm/min

[>] A= 1FR series | 12 239 |

Technical Data g:\RiZ .|| NE

DIAMETER FEED FEED
2 32000 2200 23000 1500
3 25000 2400 18000 1700
4 20000 2400 15000 1800
5 15000 2200 12000 1800
6 13500 2300 10000 1800
8 10000 2400 7800 1900
10 8000 2400 6000 2000

2.5D

:

D RPM = rev/min
Feed = mm/min

s =% DY Iot oA o] AFOILt S LLV\OH Ot FLYO| IS0 LY ASH T
« AHETOl HEEA] ShAf o STh 0] DFAE| 0] Q=X =Rl BHAI 7| HERHLICE

cauToN Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

+ Confirm fire prevention countermeasure beforehand necessarily before use.

X BOOYOUNG

\# PRECISION TOOL CO.,LTD.



Standard
Solid Drill

AMUIXI| Oxd] C&




)\ BOOYOUNG
\”7 TOOLS




' | SOLID DRILL (STANDARD)

o ATE ZHM0| Q48 &2 AFR B

4d ANEEA
’.\_“._(CNC)”"*AI Aot £ SHF SAHE 0.010|L 2 S5 TIAIN @
X A

M0 M 20% Stek oI AR

¢ C2HZUA SHES 001 0|2 HEH R230
'S %‘E‘J Hao 24 t

¢ Use equipment with excellent spindle hardness

¢ See the tolerance between workpiece and center of drill within 0.01 when
working with CNC, and apply it by reducing 20% under cutting condition

# Concentricity while drilling must be set within 0.01

¢ Supply sufficient cutting oil

m
X
o
o
~

;OU BYD 015-022 15-22 12 50 3.0
— BYD 023-032 D2 20 55 3.0
r BYD 033-042 3.3-4.2 25 55 4.0
_I_ BYD 043-052 4352 32 62 5.0

BYD 053-062 5.3-6.2 36 66 6.0
A BYD 063-072 e 42 74 7.0
m BYD 073-082 7.3-8.2 46 79 8.0
> BYD 083-092 8.3-9.2 50 84 9.0
< BYD 093-102 9.3-10.2 53 89 10.0

BYD 103-112 10.3-11.2 55 95 1.0
m BYD 113-122 11.3-12.2 62 102 12.0
AJ BYD 123-132 12.3-13.2 62 102 13.0
W BYD 133-142 13.3-14.2 b 107 14.0
A BYD 143-152 14.3-15.2 67 111 15.0
=) BYD 153-162 15.3-16.2 69 115 16.0
-~ BYD 163-172 16.3-17.2 71 119 17.0
m BYD 173-182 17.3-18.2 74 123 18.0
(7)) BYD 183-192 18.3-19.2 76 127 19.0

BYD 193-200 19.3-20.0 80 131 20.0
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gcy

BYDL

o ALIE ZIM0| 2451 BH|S AR EHH

o HUHCNC)RQIA TATY Sl £ BAR BAIE 0.010/UZ 251 TIAIN I@I

=]
HAMXH0A 20% ot ZHBH0] At

o CE MZA SATE 001 0|2 BEH P230
o 328348 22 &

¢ Use equipment with excellent spindle hardness

¢ See the tolerance between workpiece and center of drill within 0.01 when
working with CNC, and apply it by reducing 20% under cutting condition

# Concentricity while drilling must be set within 0.01

# Supply sufficient cutting oil

SeSs—— 0T g

| SOLID DRILL (LONG TYPE]

oh & ”>

HHM'

A
Model No
W
¢ BYDL 030-032 Ll
& BYDL 033-042 —
o BYDL 043-052 -
& BYDL 053-062 Ll
& BYDL 063-072 (¥p)
& BYDL 073-082 o
o BYDL 083-092 LU
& BYDL 093-102 9.3-10.2 68 105 10.0
o> BYDL103-112 10.3-11.2 73 110 1.0 >
& BYDL 113-122 112129 80 120 12.0 <
o BYDL 123-132 12.3-13.2 90 137 13.0 Ll
& BYDL 133-142 13.3-14.2 96 147 14.0 o’
o BYDL 143-152 14.3-15.2 100 153 15.0 -
& BYDL 153-162 15.3-16.2 104 160 16.0 1
o> BYDL 163-172 16.3-17.2 112 160 17.0 =
& BYDL 173-182 17.3-18.2 e 160 18.0 —
o BYDL 183-192 18.3-19.2 112 160 19.0 ('
& BYDL 193-200 19.3-20.0 e 160 20.0 0
© BAS F2HEE L,
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~

SIYIS YIAWVIY “TIHA

= =
BYDC 23252
| SOLID DRILL (COOLANT TYPE)

¢ AILE ZM0| 245 FH|E AH2EH
o MHHCNC)ZHIAl IATY 9 28 A8 ZAE 0.010/2 W51 TIAIN

HAZA0M 20% oteF T30 AFE

‘ |:a| 7<4?IA| EAIEEoo-] oLz S&E7 m P233
5 €3 4

¢ Use equlpment with excellent spindle hardness

# See the tolerance between workpiece and center of drill within 0.01 when
working with CNC, and apply it by reducing 20% under cutting condition

¢ Concentricity while drilling must be set within 0.01

¢ Supply sufficient cutting oil

140°
i

#D (h7) #d (h6)

val

)
\W/
W/
\
I
X

[

\

|\

I

I

11
\//
X

|

k-t

Model No
< BYDC 050-052 5.0-5.2 43 78 5.0
<& BYDC 053-062 5.3-6.2 43 78 6.0
<& BYDC 063-072 6.3-7.2 43 78 7.0
<& BYDC 073-082 7.3-8.2 65 105 8.0
<& BYDC 083-092 8.3-9.2 65 105 9.0
<& BYDC 093-102 9.3-10.2 65 105 10.0
<& BYDC 103-112 10.3-11.2 65 105 11.0
<& BYDC 113-122 11.3-12.2 65 105 12.0
<& BYDC 123-132 12.3-13.2 95 155 13.0
<& BYDC 133-142 13.3-14.2 95 155 14.0
<& BYDC 143-152 14.3-15.2 95 155 15.0
<& BYDC 153-162 15.3-16.2 103 155 16.0
<& BYDC 163-172 16.3-17.2 103 155 17.0
<& BYDC 173-182 17.3-18.2 103 155 18.0
<& BYDC 183-192 18.3-19.2 103 155 19.0
<& BYDC 193-200 19.3-20.0 103 155 20.0

<
H
>
rir
B

=HEE L
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BCT [z
I NC CENTERING DRILL

* HRC00/5(9| THEY, Z2I5tE2 837258 5 U4 713
o HaA2 Elglol 24 M Bol0] 2AfR) B 5
¢ Z81 1|20 12501 +4, 0138 59/ HIE 2% HEE A5
* ZO0ER 2ZH32 A0 CYapl 58 715

re
”4_»

@ Suitable for machining of workpiece such as hardened, prehardened,
and tool steels, and iron below HRc50

# Suitable for edge chamfer and centering work due to application of
2 flutes of helix type

# Suitable for machining of non-ferrous material such as plastic,
acrylic, and so forth by classifying coating and non-coating

4 Varously applicable by using ultrafine tungsten carbide

o]
0012 8 30°
P234

G

BCT 02090 2 X90° 6 50 3
BCT 03060 3 X 60° 6 50 8
BCT 03090 3 X90° 6 50 3
BCT 03120 3X120° 6 50 8
BCT 04060 4 X 60° 8 50 4
BCT 04090 4 X90° 8 50 4
BCT 04120 4X120° 8 50 4
BCT 05060 5 X 60° 10 60 5
BCT 05090 5 X90° 10 60 5
BCT 05120 5X120° 10 60 5
BCT 06060 6 X60° 12 60 6
BCT 06090 6 X90° 12 60 6
BCT 06120 6X120° 12 60 6
BCT 08060 8 X 60° 16 65 8
BCT 08090 8 X90° 16 65 8
BCT 08120 8 X 120° 16 65 8
BCT 10060 10 X 60° 20 70 10
BCT 10090 10 X 90° 20 70 10
BCT 10120 10 X 120° 20 70 10
BCT 12060 12 X 60° 25 70 12
BCT 12090 12X 90° 25 70 12
BCT 12120 12 X 120° 25 70 12

X BOOYOUNG

\# PRECISION TOOL CO.,LTD.
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BYRM | =4 2lH HISFEZ 129
| GREAT CARBIDE REAMER [Helix Angle 12° )

¢ Left spiral flutes, right hand cut. TIAIN g
¢ Unequal flute spacing.

m
X
o
o
~

@D L1 L2 F
BYRM 040 4.0 12 33 60 4.0 3
BYRM 050 5.0 12 33 60 5.0 3
BYRM 060 6.0 12 33 60 6.0 3
BYRM 070 7.0 18 46 74 7.0 4
BYRM 080 8.0 18 46 74 8.0 4
BYRM 090 9.0 18 46 74 9.0 4
BYRM 100 10.0 25 62 100 10.0 4
BYRM 110 11.0 25 62 100 11.0 4
BYRM 120 12.0 25 62 100 12.0 6

SIYIS YIAWVIY “TIHA
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BYR /%2
| HELICLA FLUTE REAMER

anwluwc @
7° Y

e o] E—— ) 2!

T

vosetio, - CUREST A M o
@D L1 L

@d(hé) F m
BYR 020 2.0 25 60 4 4 Ll
BYR 025 2.5 25 60 4 4 —
BYR 030 3.0 28 70 4 6 -
BYR 035 35 30 75 4 6 Ll
BYR 040 4.0 30 75 4 6 (§p]
BYR 045 45 35 80 6 6 o
BYR 050 5.0 35 80 6 6 LLl
BYR 055 5.5 35 80 6 6
BYR 060 6.0 35 80 6 6 z
BYR 065 6.5 45 100 8 6 <
BYR 070 7.0 45 100 8 6 LL]
BYR 080 8.0 45 100 8 6 o’
BYR 090 9.0 50 110 10 6
BYR 100 10.0 50 110 10 6 _|‘
BYR 110 11.0 50 110 12 6 1
BYR 120 12.0 50 110 12 6 E
(o]

N BOOYOUNG 227
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STR | AEH|0|E 2|0
I Straight FLUTE REAMER

oD
o0

L1 ‘

F
STR 020 2.0 25 60 4 4
STR 025 25 25 60 4 4
STR030 3.0 28 70 4 6
STR035 819 30 75 4 6
STR 040 4.0 30 75 4 6
STR 045 45 85 80 6 6
STR 050 5.0 35 80 6 6
STR 055 5.9 89 80 6 6
STR 060 6.0 35 80 6 6
STR 065 6.5 45 100 8 6
STR 070 7.0 45 100 8 6
STR 080 8.0 45 100 8 6
STR090 9.0 50 110 10 6
STR 100 10.0 50 110 10 6
STR110 11.0 50 110 12 6
STR 120 12.0 50 110 12 6

SIYIS YIAWVIY “TIHA ' L00-A8 '
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TECHNICAL DATA
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» BYD
» BYDL
» BYDC
» BCT
» BYRM
» BYR



eleq jediuyoa] ghiugk:

& | BYD, BYDL series | #=715%

REAY 32

(€< 0.35%)

AH[QlHAZ i ETEESY
SUS3004 & FCD400

SS400SCM : & B4BHRC | 30N | ~SoON
TIONfw | ~LOGON/w SUSHOAE | 34-43HRC - 50V N

A7 BsE 0% AWRE  odF HWEE  0$F HET  of8F  EBSE o  AWEE  od¥ YWEE  0$F  HET o8

(mm) () (mmfrev) () (mmfrey) (W) (mmfrey) () (mmfrev) () (mmfrev) () (mmfrev) () (mmjre) () (mm/rev)
2 [11,000/0.06~0.08 11,000 0.06~0.08 | 9,000 |0.06~0.08 | 4,700 | 0.06~0.08 | 7,600 | 0.06~0.08 | 6,000 | 0.06~0.08 {12,000 0.06~0.08 10,000 | 0.06~0.08

3 |8,000 |0.09~0.12 | 8,000 | 0.09~0.12 | 6,000 | 0.09~0.12 | 3,200 | 0.05~0.09 | 5,000 | 0.09~0.12 | 4,000 | 0.09~0.12| 8,000 | 0.09~0.12 | 6,900 | 0.09~0.12

4 | 6,300 (0.10~0.15| 6,300 | 0.10~0.15 | 4,750 | 0.10~0.15 | 2,400 | 0.06~0.10 | 3,800 | 0.10~0.15| 3,000 | 0.10~0.15| 6,300 | 0.10~0.15| 5,200 | 0.10~0.15
5

6

5,000 | 0.12~0.18 | 5,000 | 0.12~0.18 | 3,800 | 0.12~0.18 | 1,900 | 0.08~0.12 | 3,000 | 0.12~0.18 | 2,450 | 0.12~0.18 | 5,000 | 0.12~0.18 | 4,000 | 0.12~0.18
4,200 | 0.14~0.20 | 4,200 | 0.14~0.20 | 3,200 | 0.14~0.20 | 1,600 | 0.09~0.15 | 2,550 | 0.14~0.20 | 2,050 | 0.14~0.20 | 4,200 | 0.14~0.20 | 3,450 | 0.14~0.20
8 3,200 |0.16~0.24 | 3,200 | 0.16~0.24 | 2,400 | 0.16~0.24 | 1,200 | 0.12~0.20 | 1,900 | 0.16~0.24| 1,550 | 0.16~0.24 | 3,200 | 0.16~0.24 | 2,600 | 0.16~0.24
10 | 2550 |0.18~0.27| 2,550 | 0.18~0.27 | 1,900 | 0.18~0.27 | 950 |0.13~0.23 | 1,550 | 0.18~0.27| 1,250 | 0.18~0.27 | 2,600 | 0.18~0.27 | 2,100 | 0.18~0.27
12 | 2100 | 0.20~0.30| 2,100 | 0.20~0.30 | 1,600 | 0.20~0.30 | 800 | 0.14~0.24| 1,300 | 0.20~0.30 1,050 | 0.20~0.30 | 2,200 | 0.20~0.30 | 1,750 | 0.20~0.30
14 | 1,800 |0.22~0.35| 1,800 | 0.22~0.35 | 1,350 | 0.22~0.35 | 700 |0.15~0.26| 1,100 | 0.22~0.35| 880 | 0.22~0.35 1,800 |0.22~0.35 | 1,500 |0.22~0.35
16 | 1,600 | 0.25~0.36 | 1,600 | 0.25~0.36 | 1,200 | 0.25~0.36 | 600 |0.16~0.26 | 950 | 0.25~0.36| 770 |0.25~0.36 | 1,600 | 0.25~0.36 | 1,300 | 0.25~0.36
18 | 1,400 | 0.28~0.38| 1,400 | 0.28~0.38 | 1,050 | 0.28~0.38 | 530 |0.18~0.88| 850 |0.28~0.38| 680 |0.28~0.38 1,400 | 0.28~0.38 | 1,200 | 0.28~0.38
20 | 1,300 | 0.30~0.40 | 1,300 | 0.30~0.40 | 960 |0.30~0.40| 480 |0.20~0.30| 760 |0.30~0.40| 610 |0.30~0.40 1,300 |0.30~0.40 1,050 | 0.30~0.40

1.0l BAZ 7| ZEE 84 BY 9HE A8H 322 ZYCt 2. £84 BARHE SINHS 20 ofstd YTl 2B ABSHIAL,
3 SAEHR £E S S5E UG Z20E HASTE 0% $30] FUAL. 4.0 TABE FHZ0| 300jete] YL,
5. 52 AZAOIE 240Lt 2%0| x| %2 B8 ABeHD HENS ESENEE 6. TIATHSl KT 2350 B, 8, M50 LO{LIX| O AEOlA .
0PI 1801 2902 MO RS R UAE0 D0nn0IHE A £ L)
DIABE ST IIEAS EE BESHA Rots FP TS EEt DETOZ A FHAR. 2352, 0] F LFG0] BojE JH5H0l AFUC

& BYD, BYDL series | 54715 #2x%

REAZ83%
(CQUERY )
éSZOO-SCK)I SKD61(H| =X FCD400

iEjuz

~710N/mi ~1.060N/mf 34~43HRC ] ~500N/mr

X7 SRR oA  AWRE  od¥ HWEE  03F GHAC  o[F  GBLE o  AFWEE  of¥ YWEE  03F  HET  os%
(mm)  (w) (mmjrev) ()  (mmfre) (W) (mmfrev) () (mmjrey) () (mmfrev) () (mmfrev) (o) (mmjre) () (mmfrev)

2 |12,000) 0.06~0.08 12,000 0.06~0.08 | 11,000 0.06~0.08 | 8,000 | 0.06~0.08 | 6,000 | 0.05~0.07 | 4,500 | 0.06~0.08 | 15,000 | 0.06~0.08 11,000| 0.06~0.08
3 | 9,600 |0.09~0.12 | 9,600 | 0.09-0.12| 7,500 | 0.09~0.12 | 5,300 | 0.09~0.12 | 4,000 | 0.07~0.11] 3,200 | 0.05-0.09 {10,000 | 0.09~0.12 | 7,600 | 0.09~0.12
4 |8,000 |0.10~0.15| 8,000 | 0.10~0.15 | 5,650 | 0.10~0.15 | 4,000 | 0.10~0.15 | 3,000 | 0.08~0.13| 2,600 | 0.06~0.10 8,000 | 0.10~0.15 | 6,000 | 0.10~0.15
5
6

6,400 | 0.12~0.18 | 6,400 | 0.12~0.18 | 4,550 | 0.12~0.18 | 3,300 | 0.12~0.18 | 2,400 | 0.10~0.15 | 2,000 | 0.08~0.12 6,400 | 0.12~0.18 4,800 | 0.12~0.18

5,300 | 0.14~0.20 | 5,300 | 0.14~0.20 | 3,800 | 0.14~0.20 | 2,750 | 0.14~0.20 | 2,000 | 0.12~0.18 | 1,700 | 0.09~0.15| 5,300 | 0.14~0.20 | 4,000 | 0.14~0.20

0.1
8 | 4,000 | 0.16~0.24 | 4,000 | 0.16~0.24 | 2,850 | 0.16~0.24 | 2,100 | 0.16~0.24 | 1,500 | 0.14~0.22| 1,300 | 0.12~0.20 | 4,000 | 0.16~0.24 | 3,000 | 0.16~0.24
10 | 3200 |0.18~0.27| 3,200 | 0.18~0.27 | 2,250 | 0.18~0.27 | 1,700 | 0.18~0.27 | 1,200 | 0.15~0.25| 1,000 | 0.13~0.23 | 3,200 | 0.18~0.27 | 2,400 | 0.18~0.27
12 | 2,650 | 0.20~0.30 | 2,650 | 0.20~0.30 | 1,900 | 0.20~0.30 | 1,400 | 0.20~0.30 | 1,000 | 0.17~0.26 | 850 | 0.14~0.24 | 2,700 | 0.20~0.30 | 2,000 | 0.20~0.30
14 |2300 |0.22~0.35| 2,300 | 0.22~0.35 | 1,600 | 0.22~0.35 | 1,200 | 0.22~0.35| 860 | 0.18~0.30| 730 | 0.15~0.26 | 2,300 | 0.22~0.35 | 1,700 | 0.22~0.35
16 | 2,000 | 0.25~0.36 | 2,000 | 0.25~0.36 | 1,400 | 0.25~0.36 | 1,050 | 0.25~0.36 | 760 | 0.20~0.32| 640 | 0.16~0.26 | 2,000 | 0.25~0.36 | 1,500 | 0.25~0.36
18 | 1,800 |0.28~0.38| 13800 | 0.28~0.38 | 1,250 | 0.28~0.38 | 920 |0.28~0.38| 670 |0.23-0.33| 570 |0.18~0.28 | 1,800 | 0.28~0.38 | 1,350 | 0.28~0.38
20 | 1,600 | 0.30~0.40 1,600 | 0.30~0.40 | 1,150 | 0.30~0.40| 850 |0.30~0.40| 600 |0.25-0.35| 500 |0.20~0.30] 1,600 | 0.30~0.40 1,200 | 0.30~0.40

1,00 BAZZ I ZEE $84 BA SHE AS2 329 2, 2. +84 BASAL 341012 204 0[310] YT 4B AEHUA.
S T TS 2aAE GUNY AL BAAE S b0 430t UM 4.0) ZZLEE 38Z0| 3008t FLYLILE

5. ©2 AZ A0 240/ 20| 5/ 9 23S A8t A 6. TARO| A7 SHas|3tn o1, 8, B0 Lojun] o Hefol
ESYBEE 002mmo[etz oH3lo] FUA2 S e
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{> | BYD, BYDL series | [I2E(QIF8E)7I8 ZHE |

REAZ B3

(C< 0.35%)

A
+2z82 ey

FCDA400
$5400-SCM ¥ SKD61 . SKD11 . s
~TIONfw | ~LOGON/! u-g3HRc | B-BHRC | ygoaupe | 350N/ | ~S00N/u

| YHEE  05F YHEE  oldF  SBEE oA AWRE oS  YWEE  0dF  YHET  o[F  EBSE oF  AWRE  OEE
m) () (mmfrev) () (mmjre) () (mmjre) () (mmfrey) ()  (mmfey) ()  (mmfev)  (w)  (mmfrev)  (w)  (mm/rey)

m

2 |8,000 0.03~0.06 8,000 | 0.03-0.06 | 8,000 | 0.03~0.06 | 7,960 | 0.03~0.06 | 5,730 | 0.03~0.06 | 5.100 | 0.03-0.06 | 8,000 | 0.03~0.06 | 8,000 | 0.03-0.06
3 |8,0000.05~0.09 8,000 | 0.05-0.09 | 6,690 | 0.05~0.09 | 5310 | 0.05~0.09 | 3,820 | 0.05~0.09 | 3,400 | 0.05~0.09 | 8,000 | 0.05~0.09 | 8,000 | 0.05~0.09
4 8,000 |0.06~0.10| 7,960 | 0.06~0.10 | 5,020 | 0.06~0.10 | 3,980 | 0.06~0.10 | 2,870 | 0.06~0.10| 2,550 | 0.06~0.10| 7,960 | 0.06~0.10 | 6,370 | 0.06~0.10
5

6

7,960 | 0.08~0.12 | 6,370 | 0.08~0.12 | 4,010 | 0.08~0.12 | 3,180 | 0.08~0.12 | 2,290 | 0.08~0.12| 2,040 | 0.08~0.12 | 6,370 | 0.08~0.12 | 5,100 | 0.08~0.12
6,630 |0.09~0.15=| 5,310 | 0.09~0.15 | 3,340 | 0.09~0.15 | 2,650 | 0.09~0.15| 1,910 | 0.09~0.15 1,700 | 0.09~0.15 | 5,310 | 0.09~0.15 | 4,250 | 0.09~0.15
8 |49800.12~0.20) 3980 | 0.12~0.20 | 2,510 | 0.12~0.20 | 1,990 | 0.12~0.20 | 1,430 | 0.12~0.20| 1,270 | 0.12~0.20 | 3,980 | 0.12~0.20 | 3,180 | 0.12-0.20
10 3980 /0,13~0.23| 3,180 |0,13~0.23| 2,010 | 0,13~0.23 | 1,590 | 0,13~0.23 | 1,150 | 0,13~0.23| 1,020 | 0,13~0.23 | 3,180 | 0,13~0.23 | 2.550 | 0,13~0.23
12 3320 | 0.14~0.24 | 2,650 | 0.14~0.24 | 1,670 | 0.14~0.24 | 1330 | 0.14~0.24 | 960 | 0.14~0.24| 850 | 0.14~0.24 | 2,650 | 0.14~0.24 | 2120 | 0.14~0.24
.1 A .1 1 A 1
Ll . Ll N A N

14 | 280 015-0.26] 2270 [0.15-0.26 | 1430 [0.15-0.26 [ 1,140 | 0.15-0.26 | 820 [0.15-0.26| 730 |0.15-0.26 | 2,270 | 0.15-0.26 | 1,820 | 0.15-0.26
16 [ 2490 ]0.16-0.26 | 1990 [0.16-0.26 | 1,250 |0.16-0.26 | 1,000 | 0.16-026 | 720 |0.16-0.26] 640 |0.16-0.26| 1,990 | 0.16-0.26 1,590 [0.16-0.26
18 [22100.18-0.28 1,770 [0.18-0.28 | 1,110 |0.18-0.28 | 880 |0.18-08| 640 |0.18-0.28| 570 |0.18-0.281,770 | 0.18-0.28] 1,420 | 0.18-0.28
20 [ 1990 |0.20-030] 1,590 [0.20-030 1,000 |0.20-0.30 | 800 [020-030] 570 |0.20-030] 510 [0.20-0.30] 1,590 | 0.20-0.30] 1,270 [ 020-030
1.0] ZHEE 70| 3D0jstel FPYLIC
2,00 Z712 B19| HASZWO| 7| 254N MBS,
OASHY WA, AR, SRS S0 AHHE AIAS ST4E 7} HatEHD B UFYE Hasts 2RI BUCL
3 BME2 1202 57| 420l 5301 323 Tol4 TUNL.
491424, TIAE IR 480 OlahAl = S| T UL,

H1) TEST=A
MAEZEE Smi/h
0o3=3 80 £ /min
oo 3= 0.55MPa

NAESEUTY} STEOMAS AZ 150mm
nAES

oA O
MEYF

Technical Data @:=G Y

cEX LYo 0I5 P9 Q0| S mof 93t FEYO| VS0l L QST
* AFSTOf BHEA] SpRj 0l Y TR0 OFEE[Of Ql=X] ZHISHAI 7| HERLICE

cumon Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

+ Confirm fire prevention countermeasure beforehand necessarily before use.
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Netrgelady

(C 0.35%) , HElE

$S400-SCM i 350 N/ur ~F5((:)I());‘\](}0 ’

~710N/mn (1]
NF o gmAE sy gMhE  osy  OB4E 03y aMAE od%  oEéE o3y
(mm) W) w0 me) @) (om0 me) 0 (e

20,000 | 0.06~0.08 | 20,000 | 0.06~0.08 | 14,000 | 0.06~0.08 | 20,000 | 0.06~0.08 | 17,000 | 0.06~0.08

2
3 13,000 | 0.09~0.12 | 14,000 | 0.09-0.12 | 9,500 | 0.09-0.12 | 14,000 | 0.09~0.12 | 11,000 | 0.09~0.12
4 10,000 | 0.10~0.15 | 10,000 | 0.10-0.15 | 7,00 | 0.10~0.15 | 11,000 | 0.10~0.15 | 8,700 | 0.10~0.15
5 8,00 | 0.12-0.18 | 8,600 | 0.12~0.18 | 5700 | 0.12~0.18 | 9,000 | 0.12-0.18 | 7,000 | 0.12-0.18
6 6,650 | 0.14~0.20 | 7,200 | 0.14~0.20 | 4,700 | 0.14~0.20 | 7,500 | 0.14~0.20 | 5800 | 0.14~0.20
8 5000 | 0.16-0.24 | 5400 | 0.16~0.24 | 3,600 | 0.16~024 | 5600 | 0.16~0.24 | 4,400 | 0.16~0.24
10 4,000 | 0.18-027 | 4300 | 0.18~0.27 | 2,900 | 0.18~0.27 | 4500 | 0.18-0.27 | 3500 | 0.18~0.27
12 3,300 | 020-030 | 3,600 | 0.20~0.30 | 2,400 | 0.20~0.30 | 3,800 | 0.20-0.30 | 3,000 | 0.20~0.30
14 2,900 | 0,22-0.35 | 3,100 | 0,22~035 | 2,100 | 022~035 | 3,200 | 0,22-0.35 | 2,500 | 0,22~0.35
16 2,500 | 0.25-0.36 | 2,700 | 0.25-0.36 | 1,800 | 0.25-0.36 | 2,800 | 0.25-0.36 | 2,200 | 0.25-0.36
18 2,200 | 0.28-0.38 | 2,400 | 0.28-0.38 | 1,600 | 0.28-0.38 | 2,500 | 0.28-0.38 | 2,000 | 0.28-0.38
20 2,000 | 0.30~040 | 2,200 | 0.30~0.40 | 1,450 | 0.30~0.40 | 2,300 | 0.30~0.40 | 1,800 | 0.30~040
1.0l BAZ 7| ZEE 84 BY 9HE A8H 322 ZYCt 2. £84 BARHE SINHS 20 ofstd YTl 2B ABSHIAL,

 RUBAR EE 2008 ZUSHE TR ZL0IE BASES 20% 0| FUNL. 4.0 ZUBE FY70| 3003fo] FPQULIc.

L EZ A= 401t 20| 57| %2 BAE AZEHD HZEAY 6. TIATHSl KT 2350 B, 8, M50 LO{LIX| O AEOlA .

ESYHEL 002mmo[stZ ofHI3t0f FUA L. LR

X‘I IE-L+-7O} =]

(€< 0.35%)

iEjuz

eleq jediuyoa] ghiugk:

: FCD400
$S400:5CM SKD6L(H|ZX 1
~T10N/o ~1.060N/ur 34~43HRC ~500N/ar

X7 SRR oA  AWRE  od¥ HWEE  03F GHAC  o[F  GBLE o  AFWEE  of¥ YWEE  03F  HET  os%
(mm)  (w) (mmjrev) ()  (mmfre) (W) (mmfrev) () (mmjrey) () (mmfrev) () (mmfrev) (o) (mmjre) () (mmfrev)
2 (8,000 |0.03~0.06 | 7,000 |0.03~0.06 | 5,000 |0.03~0.06 | 4,450 | 0.03~0.06 | 3,500 | 0.03~0.06| 2.850 | 0.03~0.06 | 8,000 | 0.03~0.06 | 6,350 | 0.03~0.06
3 |5500 |0.05~0.09 | 5,000 |0.05~0.09 | 3,500 | 0.05~0.09 | 3,000 | 0.05~0.09 | 2,400 | 0.05~0.09| 1,950 | 0.05~0.09| 5,500 | 0.05~0.09 | 3,350 | 0.05~0.09
4 | 4,200 |0.06~0.10| 3,800 | 0.06~0.10| 2,700 | 0.06~0.10| 2,350 | 0.06~0.10 | 1,900 | 0.06~0.10 1,500 | 0.06~0.10 | 4,300 | 0.06~0.10 | 3,350 | 0.06~0.10
5 |3450 {008~0.12 {3,100 | 0.08~0.12 | 2,200 |0.08~0.12 | 2,000 |0.08~0.12 | 1,600 | 0.08~0.12| 1,250 | 0.08~0.12 | 3,450 | 0.08~0.12| 2,800 | 0.08~0.12
6 [3,000 |0.09~0.15 2,650 |0.09~0.15 1,900 | 0.09~0.15 | 1,700 | 0.09~0.15| 1,400 | 0.09~0.15| 1,050 | 0.09~0.15| 2,900 | 0.09~0.15| 2,400 | 0.09~0.15
8 2200 {0.12~0,20 | 2,000 {0.12~0,20 | 1,400 | 0.12~0,20 | 1,250 | 0.12~0,20| 1,050 | 0.12~0,20| 800 |0.12~0,20| 2,200 | 0.12~0,20| 1,800 | 0.12~0,20
10 {1,800 {0,13~0.23 | 1,600 | 0,13~0.23 | 1,150 |0,13~0.23 | 1,000 | 0,13~0.23 | 850 | 0,13~0.23| 650 |0,13~0.23| 1,750 |0,13~0.23 | 1,450 | 0,13~0.23
12 | 1,450 | 0.14~0.24 | 1,350 | 0.14~0.24 | 950 [0.14~0.24 | 850 |0.14~0.24| 700 |0.14~0.24| 550 |0.14~0.24| 1,450 | 0.14~0.24 | 1,200 | 0.14~0.24
14 {1,250 ]0.15~0.26 | 1,150 | 0.15~0.26 | 800 |0.15~0.26| 730 |0.15~0.26 | 600 | 0.15~0.26| 460 |0.15~0.26| 1,250 |0.15~0.26 | 1,000 | 0.15~0.26
16 | 1,100 |0.16~0.26 | 1,000 | 0.16~0.26 | 700 |0.16~0.26 | 640 |0.16~0.26| 520 | 0.16~0.26| 400 |0.16~0.26| 1,100 |0.16~0.26| 900 |0.16~0.26
18 |1,0000.18~0.28| 900 |0.18~0.28| 650 |0.18~0.28| 570 |0.18~0.28| 460 |0.18~0.28| 350 |0.18~0.28| 970 |0.18~0.28| 800 |0.18~0.28
20 900 |0.20~0.30| 800 |0.20~0.30| 570 |0.20~0.30| 510 |0.20~0.30 | 420 |0.20~0.30| 320 |0.20~0.30| 880 |0.20~0.30| 720 | 0.20~0.30

o ZABE 7%70] 300jstel FLRA T,
1D(DE SEAH)0iCH Step 0152 o FUA2.
 WAT 9 S2o| 8 120] 7] H20] Ofo{22E ABs0l Y2AA FHNL.
F4EE D20] 57| G20 320l S FAAL.

B~ —
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% | BYDC series | XIS E

F{EFA ZLSF2 7} = A =
188852 E271272 £22272

(€< 0.35%) SKDGL(H| =X ; SKD11(H| =X

$S400-SCM $50C i = -
~710N/mn ~1.060N/mn 34~43HRC 48~53HRC

X7 sk 05 YHaE 05% SHEE 05 YH&E 5% I 5% I 05
(mm) () (mm/rev) () (mmy/rev) () (mmyrev) (o) (mmy/rev) () (mmy/rev) () (mmyrev)

12,000 | 0.09~0.12 | 13,000 | 0.09~0.12 | 7,600 | 0.09~0.12 | 6,400 | 0.09~0.12 | 5,300 | 0.07~0.11 | 3,800 | 0.05~0.09

3
4 | 9,500 | 0.10~0.15 | 10,000 | 0.10~0.15 | 5,700 | 0.10~0.15 | 4,800 | 0.10~0.15 | 4,000 | 0.08-0.13 | 2,950 | 0.06~0.10 N
5 | 7,600 | 0.12~0.18 | 8,000 | 0.12~0.18 | 4,600 | 0.12-0.18 | 3.800 | 0.12-0.18 | 3,200 | 0.10~0.15 | 2,300 | 0.08-0.12
6 | 6,400 | 0.14~0.20 | 6,600 | 0.14~0.20 | 3.800 | 0.14-0.20 | 3.200 | 0.14-0.20 | 2,650 | 0.12~0.18 | 1,900 | 0.09-0.15 Q
8 | 4,800 | 0.16-0.24 | 5,000 | 0.16~0.24 | 2,900 | 0.16~024 | 2,400 | 0.16~0.24 | 2,000 | 0.14~0.22 | 1,450 | 0.12~0.20 (@ )
10 | 3800 | 0.18-0.27 | 4,000 | 0.18-0.27 | 2,300 | 0.18~0.27 | 1,900 | 0.18~0.27 | 1,600 | 0.15~0.25 | 1,150 | 0.13~0.23 1
12 | 3200 | 0.20~0.30 | 3,300 | 0.20~0.30 | 1,900 | 0.20~0.30 | 1,600 | 0.20~0.30 | 1,300 | 0.17~0.26 | 950 | 0.14~0.24 >-
14 | 2700 | 0.22-035 | 2,800 | 0.22-0.35 | 1,600 | 0.22~0.35 | 1,350 | 0.22~035 | 1,150 | 0.18-0.30 | 800 | 0.15-0.26 m
15 | 2,400 | 0.25-036 | 2500 | 0.25-036 | 1,400 | 0.25~0.36 | 1,200 | 0.25~0.36 | 1,000 | 0.20~0.32 | 700 | 0.16~0.26
18 | 2,100 | 0.28-0.38 | 2,200 | 0.28-0.38 | 1,300 | 0.28~0.38 | 1,100 | 0.23~0.38 | 900 | 0.23-033 | 650 | 0.18-0.28
20 | 1,900 | 0.30~0.40 | 2,000 | 0.30~0.40 | 1,150 | 0.30~0.40 | 1,000 | 0.30~0.40 | 800 | 0.25-0.35 | 600
1.0l BHTAIZEE £84 B4t SN 480 300 20T, (L)
2. 484 ST SHHE 20 0[510] Y| HE ARSHINS. b
3200 S ZT5H= 224 BASHS EREA0 AAATE 30% H20| FAND. T8 147182 M8t OHIN L. (¢1]
4 94 BNSHS BET710 BAATRC S AHSAL TA/1BRE N2t 2ot FUAL.
5. 0| EMTZ JIZEE EZEZA0INE 7371220] 4D0I310 29, 14 71282 THZE 20 D0/si01H KB sH0] FTH 2. ()
bS89 HUmOl 43 = 80 = B2 UBeHL =Y SEA2 222004 0.02mOlsE 257EBOIAE 0.01mmOlsE Hojoiod FH2.
7 IATE 243 DN, W8, AS0| A0jLK s AThE o FAAR T'u
1=
na7128 C
> BYDC series | 157158 | =
1E|-A7|' = U
o3 TR ()]
$S400SCM T -
~710N/mn'
5z e duaE e dHsE 015 dHsE 0153 #aE
(mm) (mm/rev) () (mm/rev) () (mm/rev) () (mmyrev) ()
3 15000 | 009-0.12 | 18000 | 009-0.12 | 17,000 | 009-012 | 12,000 | 0.09~0.12
4 12000 | 0.10-0.15 | 13500 | 0.10-0.15 | 12700 | 0.10-0.15 | 9,600 0.10-0.15
5 9600 | 012-018 | 11,000 | 012-018 | 10,200 | 0.12-0.18 | 7.600 0.12-0.18
6 8000 | 0.14-020 | 9300 | 014-020 | 8500 | 0.14-020 | 6400 0.14~0.20
8 6000 | 0.16~024 | 7000 | 016-024 | 6400 | 0.16-024 | 4800 0.16~0.24
10 4800 | 018-027 | 5600 | 018027 | 5100 | 018027 | 3,800 0.18-0.27
12 4000 | 020-030 | 4600 | 020~030 | 4200 | 020~030 | 3,200 0.20~0.30
14 3400 | 022-035 | 4000 | 022-035 | 3600 | 022-035 | 2700 0.22~0.35
16 3000 | 025-036 | 3500 | 025-036 | 3200 | 025-036 | 2400 0.25-0.36
18 2700 | 028-038 | 3,100 | 028-038 | 2800 | 028-038 | 2100 0.28-0.38
20 2400 | 030~040 | 2800 | 030040 | 2500 | 0.30-0.40 1,900 0.30~0.40

cEE Y
* AFE O

[9

o2 olgt SOl YO|Lf BT THE0| O3t HUNO| IHBFY LTS AsLIch
| $= Al SO ch o] oj2iE|of QL=X| HHOIBkAIY] HiRiLIC

cumon Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

+ Confirm fire prevention countermeasure beforehand necessarily before use.
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& | BCT series | NC HlEf{) £ |

CARBON STEELS STAINLESS STEELS
MATERIAL ALLOY STEELS TOOL STEELS TITANIUM ALLOYS | ALUMINUMALLOYS

Finish V-Grooving

¢ | BYRM, BYR series | 2™

SOLIDITY 500~800Nmm 800~1000Nm 1000~1300Nmm*
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
3.0 5900 95 3900 65 3300 50 2400 40 14000 230
4.0 4800 95 3200 | 65 2800 50 2000 40 | 12000 | 240
5.0 3800 100 2500 65 2200 95 1760 45 9500 250
w 6.0 3000 110 2000 70 1800 60 1400 50 7700 300
=< 8.0 2300 | 115 | 1540 | 75 1300 65 1100 55 5800 | 350
I 100 | 2000 | 120 | 1300 | 80 1200 65 1000 55 5100 | 380
o 12.0 1760 130 1100 90 1000 70 840 60 4400 400
(e ) Finish chamfering & Side Cutting
. A 2l 2l
& | BCT series | NCHEE B3 |
CARBON STEELS STAINLESS STEELS
Py
n SOLIDITY 500~800Nmm 800~1000Nm* 1000~1300Nma
: DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
- | 3.0 5900 60 4000 | 30 3300 25 2400 20 | 14000 | 220
j—n 4.0 4800 60 3300 30 2800 25 2000 20 11800 230
n 5.0 3800 60 2500 30 2200 25 1760 20 9500 240
Q 6.0 3000 60 2000 | 30 1800 30 1400 20 7700 | 250
— 8.0 2300 60 1540 35 1300 35 1100 20 5800 260
U 10.0 2000 65 1300 5 1200 85 1000 20 5000 260
\T) 120 | 1760 65 1000 | 40 1000 35 840 20 4400 | 260
Q

Structural and Low carbon steel 15~18 0.10~0.12 0.12~0.20 0.20~0.25 0.25~0.30 0.30~0.40
Carbon Steels < 500N/m 15~18 0.10~0.12 0.12~0.20 0.20~0.25 0.25~0.30 0.30~0.40
Alloy Steels 500~1000N/m 12~14 0.08~0.10 0.10~0.16 0.16~0.20 0.20~0.25 0.25~0.30
Hardened Steels ~HRc40 10~12 0.08~0.10 0.10~0.16 0.16~0.20 0.20~0.25 0.25~0.30
Cast Iron ( 200HB 15~20 0.10~0.12 0.12~0.20 0.20~0.25 0.25~0.30 0.30~0.40

> 200HB 12~15 0.10~0.12 0.12~0.20 0.20~0.25 0.25~0.30 0.30~0.40
Aluminum and Al alloys 20~30 0.12~0.16 0.16~0.25 0.25~0.30 0.30~0.40 0.40~0.50
Magnesium alloys 20~30 0.10~0.12 0.12~0.20 0.20~0.25 0.25~0.30 0.30~0.40
Copper, Brass 20~25 0.10~0.12 0.12~0.20 0.20~0.25 0.25~0.30 0.30~0.40
Stainless Steels 6~8 0.08~0.10 0.10~0.16 0.16~0.20 0.20~0.25 0.25~0.30
Plastics 15~20 0.12~0.16 0.16~0.25 0.25~0.30 0.30~0.40 0.40~0.50

c 2% WO Z 0I5 oA HO|L S mEof Qg FEYo| IS0l LY E + AFUCE
+ AHETIO| HHEA| SHA of Y Ch R of OHA &0 QL=X| 2HQISHAI 7| HEELICE

cAUTON Danger of fire by spark incidence or heat caused by tool breakage can happen during processing.

« Confirm fire prevention countermeasure beforehand necessarily before use.
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Technical Data
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¢ 71284

o't X| E(OUTSIDE DIA) : Al =9l L 229| 5|0 Q| A,

«X}& X|S(SHANK DIA) : Al = X2 Z0[ Z[0{QF.

X} Z10|(SHANK LENGTH) : Q2| &HH|0f| X|X|E|= £29] Zo].

ot ZIO|(LENGTH OF CUT) : Y= i 2520] Zo|.

2 ZI0|(OVERALL LENGTH) : ¢ EQI0| J}AH ZAIM Bi5k0 2 ZA 5 A 20|
HAH < Zo.

g BAE o s HO £8 T6IH 123,445 02 SR/ UL LHH2 2 2,3,4,5,6 0] AEE.
W A=20| SHIE MY
ZHZH0IH 28X END MILLE 7tS35| R = LA 8, 7ISSE, 7t8 §=58 1250 Hst
AEUS ME ALESI0{0F & I ct.
oo = A= HY, L4, 20|, HIEHZ, MESO| S8 RAZ 12{&(0{0F gL,

L g
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FasiE S 462
KS ANSI C W Mo Cr V Co unot2d HIAZ QoY Ay
ogs ZRR sl
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Aol 24,
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Loty LEgol
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HEr
-M=EU Y5 IPstE SR8 2010 E. ol04
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Land Width
Taper Shank A \
Tang 7Diameter
Tang Drive Point Angle
:D Lip Relief Angle Chisel Edge
Helix Angle i " e Angl AW
Neck —» < < RN
Shank . Straight /L
Diameter | | Adis — oo oS Y U Margin &
Flutes K Lip 4
Shank Flute Length Web
< — ~— - > .
Length Dody Chisel Edge
< Over All Length >
=
mEARER
B apal Detail X
7 SEL T ﬂ
9 = A
@\'é ..........
X

Djok
Uk

o 7H u 4
E"I: -
=7 \% s
L7128 84

XI5 (SHANK), =% (BODY) , ZZ(POINT) S22 P4,

@ AT (SHANK) : M Z= 1 FFE= F9I, 2AEHO0|EFHO|HZE PFEEC

@ &H (BODY) : AT = S(NECK) FI0IAM & (LIP)2I 22 2AE|7HA| 9] Hz|
ZZ(POINT) : 92 (WEB)2t 2 = (LAND) & F201A 0| F0{X| 1 =& HAHLO

E2FE0(ch

2. 2 MAr
. —_ o B |
® 3™ (TORQUE) : 7|4 A =2l 90%d =5 AtXI5HH 0| S4 & (FEED) 2}
R AbL

Z(CUTTING SPEED)0| ¥&s Zrf.

@ (THRUST) P E2NAN 0|54 et HatH S35 92 (WEB)Q 27|2f
20| Dt2E| R SMf SItstct,

@ 2% (BENDING) & X SET-UPS| R oz =2l0| Ifak|= 21010 EiCt.

4»- “'

3. S EZH(POINT ANGLE)9| EH

O Y 0|52 90° ':E'OHHE 21 g2 Hol 41 135° EE0M=
B FH2 EHol L2

@ BURRING : E2! HA| F2 2 CHISEL R0 M 2k 65% 7+ L4 5HH
CHISELF 7L I AT € #SEr = FH0| {022 EF|0| BURRE L AIZICH
Mt G225 HAO0| 2245 BURREYO| ALt

/N BOOYOUNG
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> =2 189 SHIE 0 X

EXE % HY g o E
SZ0| mAfXyof LIP Relief7t &=3tA| 24Tt LIP Relief& 25 M4
SO{7}K 28 Web7t ST, Web& 7Hs7 sict.
Oral9lol £ A1 #4o| Ak, S8 2|40l 2= 4 A8
o 2o S YA B 053 45, YULE TA
SEISA 29 Point® M 2%
HAIO| 2T O F2to| ALt Lip Relief& ZF__AP h
olg =5t At OlS4EE HECH Q
o e O[T X159t AZIAf0|2 279/ 0|2 A U op2A Q
= SN e NZoZ meHsict : 1
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oo A4 am | 2EUE EAEO ot 58 TEEEERE O
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Yopot ars
o moe e | LAl B 02 TATHO] QSH= MEHT 1n} o
TR FREVEREEELE OISSES WELh —
calo nfg 27|10 T ALBHC, (¢0]
7515t esaix oy | RO FHES AntEgL HeE YN0l BRsl, v
- SELOIAR HAS Y | EFMFYO| TR, c
BRI} SOOI SN A0S%S | HEY Moty IS
S S Mol BARTH 235K 22 U= FARE Muslo] H25| B3 O
ST eyt ol5 O|SEES HEL O
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> EEXNE it

m 3571-60[3h | 6xm-1008 | 10xm-180[8 | 18%a1-300[3 | 30%1-500[8 | 50%7}-800]5t

0 0 0
6 -8 9 -1 1 -13 -1 6 -1 9
h7 0 0 0 0 0 0 0
-10 -12 -15 -18 -21 -25 -30
h8 0 0 0 0 0 0 0
-14 -18 -22 -27 -33 -39 -46
k12 +100 +120 +150 +180 +210 +250 +300
0 0 0 0 0 0 0
m7 +12 +16 +21 +25 +29 +34 +41
+2 +4 +6 +7 +8 +9 +11
wn=1/1000mm
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eleq jediuyoa] ghilugk:

i | [ My |
Vi BALEE (m/min)
AL T-D-N _ D:EY A& (mm)
(Cutting Speed) V= 1000 (m/min) N 3|4 (RPM)
T CAFE(3.14)
5 HIEYZ N
H|Sa2l 2zt D D: EZHZE (mm)
o=
(Helix Angle) fan ( ) L:2[0|= (mm)
T AFE(3.14)
ol S f:0l& (mm/rev)
(Fod) f= ——(m/rev) S 12Y 71E 20| (mm/min) Y
ee N N:3|E4 f
A
MD : HAER 3 (Kg . cm) - >
gusogy | IMD=KDPX(0.0631+1.686%f) | T:=A2EKY) i
Coine (kg.cm) D: EZ&H (mm)
SBILE T = 57.95KDf*85g) £: 012 (mmirev)
k: MEA

M3 | o@uskymm) | F £ | =t

(Metrial) (Density) (Hardness)
FH 21 177 1
FH 28 198 1.39
FH 35 224 1.88
1020(EtAZ C 0.2%) 58] 160 2.22
11122 (@42 C0.12, S 0.2%) 62 183 1.42
133524 (Mn 1.75%) 63 197 1.45
3115Z(Ni 1.25, Cr 0.5, Mn 0.5) 53 163 1.56
31202Z(Ni 1.25, Cr 0.5, Mn 0.7) 69 174 2.02
31408 88 24 2.32
41152(Cr 0.5, Mo 0.11, Mn 0.8) 63 167 1.62
41302Z(Cr 0.95, Mo 0.2, Mn 0.5) 77 229 2.1
41402Z(Cr 0.95, Mo 0.2, Mn 0.85) 94 269 2.41
46152ZH(Ni 1.8, Mo 0.25, Mn 0.5) 75 212 2.12
48202Z4(Ni 3.5, Mo 0.25, Mn 0.6) 140 390 3.44
5150Z(Cr 0.8, Mn 0.8) 95 277 2.46
6115Z(Cr 0.6, Mn 0.6, V 0.12) 58 174 2.08
61202Z(Cr 0.8, Mn 0.8, V 0.1) 80 255 2.22
61302 79 2.2
MD=Ks - D2 - fm
T=Ko-d-
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i | [ Sy |

T I R SN S
oz 5.9 1 125 0.88
AHZ 3.5 i 55 0.88
7-3%% 25 0.94 44.4 0.87
A0/ 15 0.9 33.3 0.78
o o 1.4 0.88 27 0.74
Z 3 2 0.94 21.6 0.75
g A 0.2 0.57 6.4 0.55

(&)

N2 X2 2B YA2E 3 A N4

A2 2k Aol et g4,

> DRIL 21X 2SS XA

I 1) AHS Zd0| 24t FHIE MEE 2 ) HAIG HE|, E2ME, SEME, NCOE
(Machinery) 2) 20| F B2 HEN YR ERI 7SS JHIE AEE U

23, Aj0| S ZCioh 20| SUFO| A1 EHE ASE X

= 2) E2 MEA 214 S8 (Run out)E 0.02mmO|L4 = SH&E 2

(Setting) {LIAJIH EIEWIE ﬂl&fH _ggz} C2 SM9 HAIE 0.03mmO|ZE W& A

4) DM E ADSHH SHY & A

5 Jtsst 2H# S B & A

1) &M (Emulsion Type W1E235, 3| & 1:5~1:10) £= 824 (25, 35) S ArEsta,
A AL S H+8d2 3tAo AE0| USEE HALT S 40mm/minO|stoll A AHSE A
(Coolant) 2) BARYUOl 21, RY0| B2 70| HAYS ¥ SH4FO| BAE X DL

Technical Data B:=A'&1y

HEFECZR= YU 3~5Kg/ar, RH2 2~5L/min YEE A2 & A
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CAUTION

CARBIDE TOOLS
HE F2 A8
Handling precautions for
Carbide Tools

. STE AolAMM E2[Al, o2Igt STFEE FostH FHAIL.
Be very careful with the sharp edges when removing
tools from it's case.

a0z ZTo| of2i3t US M BRIX YEE S0 FHAIR,
Don't touch the cutting edges directly with bare hand.

AHEZH0 21t 71E3=E2 Xl % 2215t AR,
Check if the tools and the work materials are correct
prior to use.

. BTAEA|, OEE S0 Qe Z HteA| MMMt ES
AHPE Aol FHAL.

Use safety covers and eye protections, as tools may be
broken,

. STe SO0 BES| THAIZIALZ, FS0| HstK| YES
St AL,

The toos should be firmly attached to the holder to
prevent shaking.

HAEAZ JRB0ILE AR A0l W0 ZHE LRIt UL
It is necessary to adjust milling conditions according to
the dimensions of work materials and the machine.

B0 B HAMRE M FHAIR.
Select a cutting oil appropriate to the particular usage.

. STMEE SFX| REE ot FHAIL,
Dont't modify tools.
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