E102HX / E104HX #BHNIERIIEREBAILEET) / BINTIIIit))
Universal End Mills / Finishing End Mills

Small diameter series with specification in step of  /JMERFIFO.Imm—IER TS -

0.Imm. RAFSKSEREZEABEENEERMEN -
Good wear resistance and lubricating effect with

Nano multilayer coating.
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AN °
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Suitable for cutting different steels below 48HRC  EFLDHIR48HRCIA N B IE M K 3558 - -

as well as cast iron. S RR—AREDEIIN TRER -
Various application for general cutting. H H

¥ |

Standard Length

Dc Lc L d E102HX | E104HX
D mm mm h5 AITiCrN | AITICrN
0.2 0.5 38 3 °

0.3 0.8 38 3 °

0.4 1 38 3 °

0.5 1.2 38 3 °

0.6 15 38 3 °

0.7 18 38 3 °

0.8 2 38 3 °

0.9 2.5 38 3 °

1 3 38 3 ° o
1.1 3 38 3 ° °
1.2 4 38 3 ° °
13 4 38 3 ° °
1.4 4 38 3 ° °
15 5 38 3 ° °
16 5 38 3 ° °
1.7 5 38 3 ° )
18 5 38 3 ° °
1.9 5 38 3 ° °
2 6 38 3 ° °
2.1 6 38 3 ° °
2.2 6 38 3 ° °
2.3 6 38 3 ° °
24 8 38 3 ° °
2.5 8 38 3 ° °
2.6 8 38 3 ° °
2.7 8 38 3 ° )
2.8 8 38 3 ° °
2.9 8 38 3 ° °
3 8 38 3 ° °
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Cutting Conditions
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lag] ae ae
ae=0.01xDc ae=Dc ae=0.01xDc
cutting speed feed per tooth cutting speed feed per tooth cutting speed feed per tooth cutting speed feed per tooth
Ve (m/min) fz(mm) Ve (m/min) fz(mm) Ve (m/min) fz(mm) Ve (m/min) fz(mm)

0.0018xDc

GRON2 ORON=

0.0015xDc

0.0018xDc

0.0015xDc

120 0.0015xDc 120 0.0018xDc 120 0.0015xDc 120 0.0018xDc
80 0.0012xDc 80 0.0015xDc 80 0.0012xDc 80 0.0015xDc
Hardened Steel Materials
@GR4 S0-38HRC 60 0.001xDc 65 0.001xDc 60 0.001xDc 65 0.001xDc
Hardened Steel . E . .
38-48HRC
GRs SEBHRE el 55 0.001xDc 60 0.001xDc 55 0.001xDc 60 0.001xDc

0.0018xDc

120

0.0015xDc

120

0.0018xDc

120

0.0015xDc

120

0.0018xDc

Please work with good rigidity / high precision facilities and collet chuck.
Please choose proper cutting fluid.
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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