G-LISTNo. |[EW1148
37] fR-{BEEREEIE

3 Flutes-Short-for Copper & Aluminum Alloys
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High effeciency operation for slotting and side milling can be realized
thanks to a sharp cutting edge and wide chip pocket room.
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SPECIFICATION CHART

KT AN
CARBIDE e 540"
0~-0.02 ABOUT 40°
(B{7:mm) (Unit:mm) (8{:mm) (Unit:mm)
HES | MR | &K | DK | W | BF | 22 BWE | MR | &K | TIK | W& | BFF | 28
EDP No. DC LF APMX DCON Stock (9) EDP No. DC LF APMX DCON Stock (9)
8502806| 3 8 [ ) 19 7.2 O —
3.1 | — 7.3 G | —
3.2 - O — 7.4 ] —
3.3 | — 8502815 7.5 [ ) 40
3.4 O 7.6 60 8 O —
8502807| 3.5 8 [ 19 7.7 | —
3.6 @ | 7.8 | —
3.7 | — 7.9 Ol —
3.8 | — 8502816 8 [ ) 40
3.9 i 8.1 ] —
8502808| 4 [ ) 19 8.2 O —
CARBIDE SQUARE < 4.1 D J— 8.3 D J—
%ﬁﬁ%\k 4.2 i | — 8.4 Ol —
4.3 | — 8502817 8.5 76 [ ) 69
4.4 | 8.6 O —
8502809| 4.5 50 6 [ ) 19 8.7 [ =
4.6 O 8.8 [l —
4.7 | — 8.9 | —
4.8 O — 8502818| 9 B 10 [ ) 70
4.9 | 9.1 O —
8502810 5 [ ) 19 9.2 | —
5.1 | 9.3 O —
5.2 | — 9.4 | —
5.3 O — 8502819 9.5 [ ) 71
5.4 13 [ 9.6 | —
8502811| 5.5 [ ) 19 9.7 O —
5.6 O 9.8 O —
5.7 T — 9.9 B | —
5.8 | — 8502820/ 10 [ ) 71
5.9 | 8502850/ 10.5 [ ) 106
8502812| 6 [ ) 19 8502821 11 [ ) 106
75
6.1 | — 8502851| 11.5 12 [ ) 108
6.2 O — 8502822| 12 [ ) 108
6.3 | — 8502823| 13 85 T o 138
6.4 O — 8502824| 14 [ ) 139
8502813| 6.5 [ 38 8502825/ 15 90 [) 231
6.6 60 16 8 | — 8502826/ 16 [ ) 257
16
6.7 O — 8502827 17 100 % [ ] 261
6.8 | — 8502828| 18 [ ) 265
6.9 O — 8502829| 19 20 [ ) 387
8502814| 7 [ ) 39 8502830, 20 105 38 [ ) 404
7.1 | —
INTATHH BRI AsM | FEEN RN (323 wEse |#BE Az HEse |Mihas B
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum |Graphite |Titanium |Heat Plastic
Material FRAEEN TER |EXN Steel EREBEES Alloy Alloy Alloy Resistant
EmEne Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~ 45HRC [~ 55HAC ~ BOHRC [~ BBHAC |~ 35HRC |~ 350HB
CA-ETS O | O
Eﬁ*ﬁﬁﬂ Inventory symbols
® = InEEFR A = HFTERRESTRE  (BRIAER)
standard stock item Scheduled to be replaced by new product or successor item
O = HefEEEFR
287 Stocked by specific distributors. Contact us for price & availability.
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CA-ETS»P287 | CA-CR-ETS»P386

EEE%@%EB t}J ﬁﬂ%{flz%)ﬁ% CUTTING CONDITIONS FOR CARBIDE END MILLS
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- tBaH37]) 278 CA-ETS 3 FLUTES SHORT FOR COPPER & ALUMINUM ALLOY
i%”ﬂ"“if#’f’”'o”s % IJED (=] %ﬁﬁgﬂ .?M%%ﬂﬂm CA-CR-ETS 3 FLUTES SHORT WITH CORNER RADIUS FOR COPPER & ALUMINUM ALLOYS
S |%T; SIDE MILLING
Ikt ~ EASREM ' EASHEY EEE
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting Copper Alloy
Material A7075 <Si13% C1100
MR =3 HHREE 353 BHAEE 2323 BHAEE
Mill Dia. Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 21,000 950 21,000 950 7,950 320
4 15,500 1,100 15,500 1,100 5,950 350
5 12,500 1,100 12,500 1,100 4,750 380
6 10,500 1,200 10,500 1,200 3,950 400
8 7,950 1,300 7,950 1,300 2,950 450
10 6,350 1,500 6,350 1,500 2,350 480
12 5,300 1,550 5,300 1,550 1,950 510
16 3,950 1,550 3,950 1,550 1,450 510
20 3,150 1,550 3,150 1,550 1,150 510
TIiRE ap
a| ae
Depth
el 1.5D]0.1D R
//
| Qe

;_ %ﬁﬁ?*‘!‘??ﬂﬁm MR EREE, 1. Use a rigid and precise machine and holder.
. TBIERKE 2. Use a water soluble cutting fluid.
3. RIBDRE. AURRNES RN AR A S . 3. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.
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%I] %”A@EH?JJ =278 CA-ETS 3 FLUTES SHORT FOR COPPER & ALUMINUM ALLOY
i A%ﬁﬁ373 .?M%%E?JQ CA-CR-ETS 3 FLUTES SHORT WITH CORNER RADIUS FOR COPPER & ALUMINUM ALLOYS
= SLOTTING
InItpet EESREET EasHEY HaE
Work Aluminum Alloy Expanding Material Aluminum Alloy Casting Copper Alloy
Material A7075 <Si13% Cc1100
sz 3t BHRIRE 353 BHARE 353 BHRIEE
Mill Dia. Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 21,000 670 21,000 670 7,950 325
4 15,500 700 15,500 700 5,950 365
5 12,500 745 12,500 745 4,750 385
6 10,500 820 10,500 820 3,950 405
8 7,950 865 7,950 865 2,950 455
10 6,350 970 6,350 970 2,350 475
12 5,300 1,050 5,300 1,050 1,950 510
16 3,950 1,050 3,950 1,050 1,450 510
20 3,150 1,050 3,150 1,050 1,150 500
TIiRE an
Depth 0435% %2%3 [Z/ZZ// ap
of Cut - 7
;. 1:FEEF§$D§%&E9&§&%§ 1. Use a rigid and precise machine and holder.
L 5 lubl ing fluid.
3. TR, TR S ST O A

3. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.
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