EI05X B fNisiHEE R E I #t/)
Taper End Mills

i T Y — Y T Code No. EI05X-DcxB
Carbide X-NaNo Dc 8B Di Lc L d AITIN Dc B DI Lc L d AITiN
mm on Side mm mm mm hé EI05X mm onSide mm mm mm hé EI05X
1 30 1.07 4 50 4 . 4 30 4.26 15 50 6 o
%7 1 1° 114 4 50 4 . 4 1° 452 15 50 6 o
30° 2 1 1°30' 1.21 4 50 4 . 4 1°30' 4.79 15 50 6 .
1 2° 128 4 50 4 o 4 2° 5.04 15 50 6 )
N 1 2°30' 135 4 50 4 o 4 2°30' 53115 50 6 o
79\ @° 1 3 142 4 50 4 o 4 3 557 15 50 6 )
1 4 156 4 50 4 . 4 4° 6.1 15 60 8 o
. 1 5° 17 4 50 4 . 4 5° 6.62 15 60 8 o
Type of Operation 1 6° 184 4 50 4 . 4 6 71515 60 8 .
. 1 7° 198 4 50 4 . 4 7° 768 15 60 8 o
@7 1 10° 241 4 50 4 . 4 10° 9.3 15 70 10 .
15 30' 159 5 50 4 o 5 30 5.3420 60 6 o
15 1° 167 5 50 4 . 5 1° 57 20 60 6 o
15 1°30' 1.76 5 50 4 o 5 1°30' 6 20 60 6 .
15 2° 185 5 50 4 . 5 2° 6.39 20 60 8 o
15 2°30' 1.93 5 50 4 o 5 2°30' 6.7520 60 8 )
Work Material 15 3° 202 5 50 4 . 5 3° 71 20 60 8 o
15 4° 22 5 50 4 o 5 4° 78 20 60 8 o
P HMKN S 15 5° 237 5 50 4 ° 5 5° 85 20 70 10 °
o0 OO 15 6° 255 5 50 4 o 5 6° 9.2 20 70 10 o
15 7° 273 5 50 4 o 5 7° 9.91 20 70 10 o
‘ 15 10° 326 5 50 4 o 5 10° 12 20 75 12 )
P %ﬁﬁ%l 2 300 21 6 50 4 . 6 30" 6.3520 60 8 o
2 1° 221 6 50 4 . 6 1° 6.7 20 60 8 o
H TE{L4H <38HRC 2 1°30' 231 6 50 4 . 6 1°30' 7.0520 60 8 .
Hardened Steel 2 2° 241 6 50 4 . 6 2° 74 20 60 8 )
2 2°30' 252 6 50 4 . 6 2°30' 7.7520 60 8 o
H ﬁﬁaﬂ%ﬁfjn;‘f&zg 2 3 262 6 50 4 o 6 3° 8 20 60 8 .
2 4° 284 6 50 4 . 6 4° 8.8 20 70 10 o
H Tk 38 <56HRC 2 5° 305 6 50 4 o 6 5° 9.5 20 70 10 )
Hardened Steel 2 6° 326 6 50 4 . 6 6° 102 20 75 12 .
= 2 7° 347 6 50 4 o 6 7° 109120 75 12 o
K ggstlron 2 10° 411 6 50 6 . 6 10° 13.0520 75 12 .
25 30" 264 8 50 4 . 8 30' 8.44 25 70 10 .
N 4 25 1° 278 8 50 4 o 8 1° 8.87 25 70 10 o
Aluminium 25 1°30' 291 8 50 4 o 8 1°30' 9.31 25 70 10 )
e 25 2° 305 8 50 4 o 8 2° 9.74 25 70 10 .
N Copper 25 2°30' 32 8 50 4 o 8 2°30' 10 25 70 10 )
25 3° 333 8 50 4 . 8 3° 1062 25 75 12 o
;?:;;;'prmducﬂ 25 4° 362 8 50 4 . 8 5° 1237 25 90 12 )
st 25 5° 39 8 50 4 . 10 30" 10.61 35 90 10 .
EREX S EEEERTERNE 25 6° 418 8 50 6 ° 10 1° 11.22 35 90 10 °
el S 25 7° 446 8 50 6 . 10 1°30' 11.83 35 90 10 e
R - 25 10° 532 8 50 6 . 10 2° 1244 35 90 12 .
BERENERSENEHINT 3 30' 317 10 50 6 . 10 2°30' 13.06 35 90 12 o
’ 3 1° 33510 50 6 . 10 3° 1367 35 90 12 o
3 1°30' 352 10 50 6 . 10 5° 16 35100 16 o
3 2° 36910 50 6 .
3 2°30' 3.87 10 50 6 .
3 3 40510 50 6 .
3 4 44 10 50 6 .
3 5 47510 50 6 o
3 6° 51 10 50 6 o
3 7° 546 10 50 6 o
3 10° 65310 60 8 .
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EI05X tIHIEGSE xR

Recommended Milling Conditions

Side Milling  BIELDH|
I R F5E GR.2 (K&EH GR.3 B&EiM GR.4 TE{L3H GR.5 TE{Lif GR.6 TE{Lif
Work Material Carb(lJn)é‘teel Low-alloyed Steel | Hi-alloyed Steel Hardened Steel Hardened Steel Hardened Steel
(~24HRC) (~30HRC) (30~38HRC) (38~48HRC) (48~56HRC)
UJ%UEE 60 60 60 45 40 &
Ve m/min
AEE mE | REM . Fegd __RPM . Fegd _RPM . Fegd _RPM _ Feed _RPM _ Feed _RPM _ Feed
Code rh\lo D WEFE | ERRE | DERE | £HRE | DEXRE | ERE | DEBRE | #HhRE | DERE | EHaRE | DERE | EHarE
' © (min-1) | (mm/min)| (min-1) [(mm/min)| (min-1) [(mm/min)| (min-1) |(mm/min)}|{ (min-1) [(mm/min)| (min-1) [(mm/min)
E105X-1 1 15,500 120 15,500 120 15,500 120 13,000 85 12,000 80 10,500 35
E105X-1.5 1.5 10,500 120 10,500 120 10,500 120 9,000 85 8,200 80 7,000 85
E105X-2 2 7,900 145 7,900 145 7,900 120 6,600 85 6,300 80 5,200 35
E105X-2.5 25 6,200 140 6,200 140 6,200 115 5,300 85 4,900 80 4,200 35
E105X-3 3 5,100 140 5,100 140 5,100 120 4,400 80 4,000 80 3,500 35
E105X-4 4 3,800 140 3,800 140 3,800 115 3,400 80 3,000 80 2,500 85)
E105X-5 5 3,100 140 3,100 140 3,100 115 2,600 80 2,400 75 2,000 35
E105X-6 6 2,600 140 2,600 140 2,600 115 2,200 80 2,000 75 1,700 85
E105X-8 8 1,900 140 1,900 140 1,900 115 1,600 80 1,500 75 1,300 35
E105X-10 10 1,500 140 1,500 140 1,500 110 1,300 80 1,200 75 1,000 B5)
ap:2.5 ap:2.5 ap:2.5 ap:2.5 ap:2.5 ap:2.5
PAEE 8 p p p p p p
(mm)
ae ae:0.02 ae:0.02 ae:0.02 ae:0.02 ae:0.02 ae:0.02
1. Please work with good rigidity / high precision facilities and collet chuck.
2. Please choose proper cutting fluid.
3. The cutting data is reference value only. Please adjust it according to your real working conditions.
4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
1. SBERRITES ~ BESHIEREM®EA -
2. BBRIEBEARIHMEEIEIRE -
3. LEEDHIRF RSB D EIREE RV EE(E - BRI - BZEINIER - BRY ~ ER%aERER » HUJEREETRE -
4. NEHEBRERTADATIIEIE - BIERIRE FEERIERIZE — LU HIRFHE
5. tDEIDN TSN SR S84 4RER - FERFFIEEDHIMRL -
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