ENOHX #BHRiiRiEZ=EEIfAMAII#t/) 30° / 60°/90° /120°

. De $o2 ) [e—— e—) Code No. ETIOHX-30°-Dc
MG AITiCrN [P—
Carbide HX “’}:% , Dc H B L d L1 D1 z AITiCrN
‘ _8_02 mm mm mm hé6 mm mm t EIIOHX-30°
- 3 0.19 0.03 38 3 7.5 1.6 3 °
D 4 0.24 0.03 50 4 10 2.2 3 °
15° ! 5 0.32 0.05 50 5 12.5 2.6 3 o
3~6Z : - 6 043 0.08 50 6 15 3.1 3 .
8 0.46 0.15 60 8 20 4.6 4 o
10 0.51 0.15 72 10 25 6.2 5 °
12 0.59 0.15 75 12 30 7.6 6 o
-
Type of Operation
e v
) [BD .
T ) 7 Code No. EIIOHX-60°-Dc
@) ’g” Dc H B L d L Dz  ATCN
= Y mm  mm  mm hé mm  mm t EIIOHX-60°
ENNIOHX-30° 0.02
R’ 1 0.17 0.03 38 3 2.5 0.4 3 o
Work Material ENOHX-60 15 023 0.03 38 3 38 07 3 °
2 0.29 0.05 38 3 5 1 3 o
P H M K N S EIIOHX-90° 25 0.35 0.05 38 3 6.3 1.3 3 °
3 0.4 0.08 38 3 7.5 1.6 3 °
® 0000 35 046 0.08 50 4 88 1.9 3 .
4 0.52 0.1 50 4 10 2.2 3 °
EI1OHX-120° 45 064 015 50 5 113 23 3 .
p | M 5 069 02 50 5 125 26 3 .
Steel 55 075 0.2 50 6 13.8 29 3 °
6 0.92 0.2 50 6 15 3.1 3 °
v 8 098 0.2 60 8 20 4.6 4 o
i <
H ﬁ%ﬂtdﬁflnegssﬂsg 10 11 02 72 10 25 62 5 .
12 1.27 0.2 75 12 30 7.6 6 o
Y | BE(LSH <48HRC
Hardened Steel ] NNz v Code No. ENIOHX-90°-Dc
M | LR De H B L d L Dz  AITiCIN
Stainless Steel _8_02 mm mm mm hé mm mm t ENNIOHX-90°
Y 1 0.3 0.05 38 3 2.5 0.4 3 °
K |5 15 04 008 38 3 38 07 3 o
Cast Iron 2 05 0.1 38 3 5 1 3 °
25 0.6 0.15 38 5 6.3 1.3 3 o
N Fia 3 0.7 0.2 38 3 7.5 1.6 3 °
Aluminium 35 08 0.2 50 4 88 1.9 3 °
4 0.9 0.2 50 4 10 2.2 3 °
flﬁl 4.5 11 0.2 50 5 11.3 2.3 3 o
N Copper 5 1.2 0.2 50 5 12.5 2.6 3 (]
5.5 1.3 0.2 50 6 13.8 2.9 3 o
fAA 6 1.6 0.2 50 6 15 3.1 3 °
S SN 8 1.7 0.2 60 8 20 4.6 4 o
Titanium 10 1.9 0.2 72 10 25 6.2 5 (]
e 12 22 02 75 12 30 76 6 .
S ﬁfémﬁ?emp Alloys
Feature of product ) [e—— e—) Code No. EIIOHX-120°-Dc
u I uct:
SRR TR /V I T Dc H B L d L1 D1 z AITiCrN
AR - So2 mm mm  mm  h6 mm mm t  ENOHX-120°
BEBERsHIMEE - SIRREE .
IR N I R
[IEOE>E S . . .
5 2.08 0.2 50 5 12.5 2.6 3 (]
6 277 0.2 50 6 15 3.1 3 o
8 294 0.2 60 8 20 4.6 4 (]
10 329 0.2 72 10 25 6.2 5 (]
12 3.81 0.2 75 12 30 7.6 6 (]
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ENIOHX tDEIFEESER

Chamfering {BIBIILT
N ox
Woffﬁ“aﬁ " C;Egnﬁ%ﬁel Lfﬁug?dﬁétﬁfm H:rﬁfnﬁe%gi‘zel sgﬁeﬁ?ej;m@ﬂm
(~24HRC) (30~38HRC) | fHFALIHIR
\ZJ ﬁri’;zfn 30~60 25~70 15~40 25~50
AUZE T RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed
Coge No. O |mmEE sewE | DERE | EERE | DRRE | ERRE DRRE ERR
(min-1) [(mm/min)| (min-1) {[mm/min)| (min-1) |{(mm/min)| (min-1) {[mm/min)
E110HX-1 1 14,323 2,148 |14,323| 2,148 | 7,957 | 477 |11,140| 835
E110HX-1.5 1.5 |9,549 | 1,430 | 9,549 | 1,430 | 5300 | 318 | 7,427 | 557
E110HX-2.0 2 7,161 (1,280 | 7,161 | 1,280 | 3978 | 238 |5,570 | 417
E110HX-2.5 25 |5,729 (1,030 | 5,729 | 1,030 | 3183 | 238 |4,456 | 400
E110HX-3 3 4,774 11,000 | 4,774 | 1,000 | 2652 | 198 |3,713 | 334
E110HX-3.5 35 |4,547 | 818 |4,547 | 818 | 2728 | 204 |3,637 | 381
E110HX-4 4 3,978 | 835 | 3,978 | 835 | 2387 | 214 |3,183 | 334
E110HX-4.5 45 |3536| 742 3,536 | 742 | 2122 | 190 |2,828 | 296
E110HX-5 5 3,183 | 763 |3,183 | 763 | 1910 | 200 |2,546 | 305
E110HX-5.5 55 [3,100 | 651 |3,100 | 651 | 1736 | 182 |2,314 | 277
E110HX-6 2,917 | 612 2,917 | 612 | 1856 | 194 |2,387 | 286
E110HX-8 2,188 | 612 2,188 | 612 | 1392 | 194 [1,790 | 286
E110HX-10 10 |1,750 | 612 [1,750 | 612 | 1114 | 222 |1,432 | 286
E110HX-12 12 | 1,591 | 668 [1,591 | 668 | 928 | 250 |1,193 | 286

. Please choose proper cutting fluid.

. RIERMIEL ~ BESHRBENZEE
GEEEERR T EAIIEIR -

ORWN - oA WN

o

- LEEDBIRIF R AP R BUER YIBIRFRYESE(E - BIRINLIHS -
NRHEBRERFZAAYIBE - RIERRERESREE—LLPIRFE -
- UOBIIN TR OISR 32 IRER - SRRFIEUDRIGRT -

. Please work with good rigidity / high precision facilities and collet chuck.

835
612
612

763

Recommended Milling Conditions

GR.I5 $AEE
Titanium

RPM
WERE
(min-1)

Feed
RS
(mm/min)

. The cutting data is reference value only. Please adjust it according to your real working conditions.
If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
. If vibration occurs during cutting, please reduce cutting parameter.
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