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Broad application range from Carbon Steels to Hardened Steels (55HRC).

Variable pitch, variable helix and positive rake angle design offers highly efficient side milling.
Seamless Corner Radius design reduces cutting resistance.

RERE d—7F RAZIK
Variable Pitch Seamless Corner Radius
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Variable Helix
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INT=H1 Milling Example  CXLRS 5060-05-24 (¢6 x CRO.5 x B3 24 Effective Length)
#HI#4 Work Material : RAMAX (32HRC)

INIEE : FTNT
144 - RAMAX (32HRC)
Roughing Video

#MI+ Work Material - RAMAX (32HRC) EIE5EEE Spindle Speed : 14,000 min” RAMAX  (32HRC)
B X Size : 500 x 500 mm ZEDEE Feed Rate : 7,000 mm/min

2—52 b Coolant : T7770— Air Blow S EDEHAGFRE ap Axial Depth : 12 mm

INTF55E Milling Method : i@EBINT Vortex | | FEAMDYLAKRE ge Radial Depth : 0.5 mm
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MIHEAEIRR AOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)

# Bl # Work Material
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CARBON ALLOY | PREHARDENED HARDENED STEELS CAST IRON [ ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM HEAT  |CEMENTED | HARD BRITTLE
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451 / -~ . . PLASTI ALLOY: MATERIAL
3550 SUS HPM 55HRC 60HRC 70HRC
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a'a The shank taper angle shown is not an exact value and to avoid
| © contact with the work piece, we recommend the user controls the
2 precise value of this angle. Shank taper angle should not make
L contact with the work piece.
|
A&t 30 242 Total 30 models 81 Unit (mm)
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Model Number Outside Diameter Corner Radius Length of Cut Shank Taper Angle = Overall Length Shank Diameter Price
oD CR 2 Bta L ¢d ¥
CXRS 5030-05-0600 6 50 8,250
3 RO.5 16° 6

CXRS 5030-05-0900 9 50 8,250
CXRS 5040-05-0800 ROS 8 60 8,900
CXRS 5040-05-1200 4 ' 12 . 60 5 8.900
CXRS 5040-10-0800 R1 8 60 8,900
CXRS 5040-10-1200 12 60 8,900
CXRS 5060-05-1200 ROS 12 70 9,600
CXRS 5060-05-1300 5 ‘ 18 70 . 9,600
CXRS 5060-10-1200 . 12 70 9,600
CXRS 5060-10-1800 18 70 9,600
CXRS 5080-05-1600 RO5 16 70 13,800
CXRS 5080-05-2400 s ' 24 70 . 13,800
CXRS 5080-10-1600 R 16 70 13,800
CXRS 5080-10-2400 24 70 13,800
CXRS 5100-05-2000 RO 20 80 16,800
CXRS 5100-05-3000 ) 30 80 16,800
CXRS 5100-10-2000 . 20 80 16,800
CXRS 5100-10-3000 10 30 80 0 16,800
CXRS 5100-15-2000 R15 20 80 16,800
CXRS 5100-15-3000 ' 30 80 16,800
CXRS 5100-20-2000 fo 20 80 16,800
CXRS 5100-20-3000 30 80 16,800
CXRS 5120-05-2400 RO5 24 80 22,000
CXRS 5120-05-3600 ' 36 100 22,000
CXRS 5120-10-2400 "1 24 80 22,000
CXRS 5120-10-3600 12 36 100 1o 22,000
CXRS 5120-15-2400 RIS 24 80 22,000
CXRS 5120-15-3600 ’ 36 100 22,000
CXRS 5120-20-2400 Ro 24 80 22,000
CXRS 5120-20-3600 36 100 22,000
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HITHAEIRR (AOODIRICHEEE) Material Applications (¥ Highly Recommended © Recommended O Suggested)
# Bl # Work Material
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CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON [ ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM HEAT  |CEMENTED | HARD BRITTLE
STEELS | STEELS STEELS ALLOYS FILLED ALLOYS |RESISTANT| CARBIDE |(NON-METALLIC)

$45C | SK/SCM NAK ~55HRC | ~60HRC | ~ 70HRC PLASTICS ALLOYS MATERIALS
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o o contact with the work piece, we recommend the user controls the
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I L contact with the work piece.
&5t 30 24 Total 30 models 47 Unit (mm)
BRI HiE J—F#&% R IE TP IOT—I\A 2R DAL TEf
Model Number Outside Diameter . Corner Radius | Effective Length  Length of Cut | Shank Taper Angle | Overall Length = Shank Diameter Price
oD CR 2, 2 Bta L ¢d ¥
CXLRS 5030-05-09 9 50 10,800
3 RO.5 6 16° 6
CXLRS 5030-05-12 12 50 10,800
CXLRS 5040-05-12 RO 12 60 11,600
CXLRS 5040-05-16 ' 16 60 11,600
4 8 16° 6
CXLRS 5040-10-12 . 12 60 11,600
CXLRS 5040-10-16 16 60 11,600
CXLRS 5060-05-18 RO5 18 70 13,400
CXLRS 5060-05-24 5 ' 24 - 70 . 13,400
CXLRS 5060-10-18 o 18 70 13,400
CXLRS 5060-10-24 24 70 13,400
CXLRS 5080-05-24 R05 24 70 16,700
CXLRS 5080-05-32 s ' 32 . 70 5 16,700
CXLRS 5080-10-24 "1 24 70 16,700
CXLRS 5080-10-32 32 70 16,700
CXLRS 5100-05-30 - 30 80 22,000
CXLRS 5100-05-40 ' 40 80 22,000
CXLRS 5100-10-30 - 30 80 22,000
CXLRS 5100-10-40 40 80 22,000
10 20 — 10
CXLRS 5100-15-30 Rl 5 30 80 22,000
CXLRS 5100-15-40 ' 40 80 22,000
CXLRS 5100-20-30 mo 30 80 22,000
CXLRS 5100-20-40 40 80 22,000
CXLRS 5120-05-36 RS 36 80 27,700
CXLRS 5120-05-48 ' 48 100 27,700
CXLRS 5120-10-36 . 36 80 27,700
CXLRS 5120-10-48 48 100 27,700
12 24 — 12
CXLRS 5120-15-36 R15 36 80 27,700
CXLRS 5120-15-48 ' 48 100 27,700
CXLRS 5120-20-36 fo 36 80 27,700

CXLRS 5120-20-48 48 100 27.700
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Milling Example 5 Flute vs. 4 Flute Comparison of cutting chips

#HI#+ Work Material : STAVAX (53HRC) ﬁ
B4 X Size : 140 x 200 mm -
2—32 bk Coolant : /L= b Oil Mist
HNI753E Milling Method = IETINT Side milling
ElERRREE Spindle Speed : 4,000 min’

ZEDEE Feed Rate : 2,500 mm/min
E7SEDYLIALZRS ap Axial Depth : 20 mm ,
HRHEDYHAFHFES ge Radial Depth : 0.5 mm 40 mm

KO(;mm

€ 58HS5TU7 X 5Flute Radius @10 X CR0.5 X B3 20 Effective Length
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F<ULVE RIFE SER
Rake face Relief face Peripheral cutting edge
40 7T
After 40 min
80 ZMT &
After 80 min

€ 48HASTI7 X 4Flute Radius @10 X CR1 X B3 26 Effective Length
4 )

FT<LVE RIS SNER
Rake face Relief face Peripheral cutting edge

40 NI
After 40 min

OINIT#EDYIDb < FLE Comparison of cutting chips
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5 Flutes 4 Flutes

Uniform cutting chips Irregular size cutting chips B8

BREERNMIICHNT. 5 UG EAFDE-AFY — RIIEE VNG RISRLEICIIRD B Do

5 flutes, variable pitch and variable helix design protect the tool from vibration and chipping under high-speed condition.




CXRS 1{JHIZ{EZER Milling Conditions

A RFREH Sz

WORK MATERIAL CARBON STEELS ALLOY STEELS
sz IR EEmEE  EDRE ap Qe EERRE | EDRE ap
Qutside = Length | Spindle = Feed Axial Radial | Spindle = Feed Axial
Diameter | of Cut peed Rate. .~ Depth | Depth pee; Rate, .= Depth
(mm) (mm) (min™) | (mm/min)  (mm) (mm) (min™)  (mm/min)  (mm)

3 6 20,000 10,000 6 0.3 20,000 10,000 6

9 20,000 6,000 8 024 20,000 6,000 8

4 8 18,200 9,100 8 0.4 18,200 9,100 8
12 18,200 5460 10.8 0.32 18200 5460 10.8

6 12 12,200 6,100 12 0.6 12200 6,100 12

18 12200 5100 16 0.48 12200 5100 16

8 16 9,100 4550 16 0.8 9,100 4550 16

24 9,100 4550 21 0.64 9,100 4550 21

10 20 7300 3,650 20 1 7,300 3,650 20

30 7300 3,650 27 0.8 7,300 3650 27

12 24 6,100 3,050 24 1.2 6,100 3,050 24

36 6,100 3,050 32 0.96 6,100 3,050 32

TJUN—RVHR BEANEE
PREHARDENED STEELS HARDENED STEELS

(30~45HRC) (45~55HRC)
ae EERRE | XDEE ap ae EERRE | XD RE ap Qe
Radial | Spindle | Feed Axial Radial | Spindle Feed Axial Radial
Depth peed Rate. . Depth | Depth pee; Rate. .~ Depth | Depth
(mm) (min™) | (mm/min)|  (mm) (mm) (min™)  (mm/min)  (mm) (mm)
0.3 20,000 = 10,000 6 0.09 20,000 10,000 6 0.09
024 20,000 6,400 8 0.09 20,000 6,400 8 0.09
04 19,800 9,900 8 0.12 19,800 9,900 8 0.12
0.32 15900 4770 108 0.12 15900 4,770 108 0.12
0.6 13,200 6,500 12 0.21 13,200 6,500 12 0.21
0.48 12,000 5000 16 0.18 12,000 5,000 16 0.18
0.8 9900 4950 16 04 9900 4950 16 0.4
0.64 9,000 4500 21 0.32 9,000 4500 21 0.32
1 8,000 4600 20 05 8,000 4600 20 05
0.8 7300 3,650 27 04 7300 3650 27 04
1.2 6,600 3960 24 0.6 6,600 3960 24 0.6
0.96 6,100 3,050 32 0.48 6,100 3,050 32 0.48

CXLRS #JHIS41K Milling Conditions
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WORK MATERIAL CARBON STEELS ALLOY STEELS
sz IR  EEmEE  EDRE ap Qe EERRE | XD ERE ap
Qutside = Length | Spindle = Feed Axial Radial | Spindle = Feed Axial
Diameter | of Cut peed Rate. .~ Depth | Depth pee; Rate, .= Depth
(mm) (mm) (min™) | (mm/min)  (mm) (mm) (min™)  (mm/min)  (mm)
3 9 20,000 | 6,000 6 0.24 20,000 6,000 6
12 20,000 = 6,000 6 0.19 20,000 6,000 6

4 12 18,200 = 5,460 8 0.32 18,200 = 5,460 8
16 18,200 5,460 8 0.26 18,200 5,460 8

6 18 12,200 = 5,100 12 0.48 12,200 = 5,100 12
24 12,200 5,100 12 0.38 12,200 5,100 12

8 24 9,100 = 4,550 16 0.64 9,100 4,550 16
32 9,100 4,550 16 0.51 9,100 4,550 16

10 30 7,300 3,650 20 0.8 7,300 3,650 20
40 7,300 3,650 20 0.64 7,300 3,650 20

12 36 6,100 3,050 24 0.96 6,100 3,050 24
48 6,100 3,050 24 0.77 6,100 3,050 24
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Note:

- Please be sure to use water soluble coolant.
- These milling Parameters are for reference only.
- For best result,

fine parameter adjustments may be required, dependin? on the milling shape / application / machine used and so on.
- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum spindle speed.
- WARNING: Because of high material removal rate, you must pay attention to your chip and coolant management.

TJUN—RVHR BEANEE
PREHARDENED STEELS HARDENED STEELS

(30~45HRC) (45~55HRC)
ae EERRE | XDEE ap Qe EERRE | XD RE ap Qe
Radial | Spindle | Feed Axial Radial | Spindle Feed Axial Radial
Depth peed Rate . Depth = Depth peed Rate. .| Depth = Depth
(mm) (min")  (mm/min)  (mm) (mm) (min™)  (mm/min)  (mm) (mm)
024 20,000 6,400 6 0.09 20,000 6,400 6 0.09
0.19 20,000 6,400 6 0.07 20,000 6,400 6 0.07
0.32 15,900 4,770 8 0.12 15,900 4,770 8 0.12
0.26 15,900 4,770 8 0.1 15,900 = 4,770 8 0.1
0.48 12,000 = 5,000 12 0.18 12,000 | 5,000 12 0.18
0.38 12,000 5,000 12 0.14 12,000 5,000 12 0.14
0.64 9,000 4,500 16 0.32 9,000 4,500 16 0.32
0.51 9,000 4,500 16 0.26 9,000 4,500 16 0.26
0.8 7,300 3,650 20 04 7,300 3,650 20 0.4
0.64 7,300 3,650 20 0.32 7,300 3,650 20 0.32
0.96 6,100 3,050 24 0.48 6,100 3,050 24 0.48
0.77 6,100 3,050 24 6,100 3,050 24 0.38

fIELIEl  Side Milling
ap : iAEDYBAFRE Axial Depth (mm)
e FEHEDYSAHRE Radial Depth (mm)

A=Y IRABEIY RS IVEUREDFEE

IPRIVECHERVAEZCEICE, DEIREOTES. T OBEAEPHE. TED
BEFEAEICKN RSP R A I IYOBREEEERCERERBEFHIETOT 4T
EBCESVGBEIONIVESHF M TT o5 BRIRICERL TR 2 TEES,

O HICEEMNBLIERET DN BNET DT, T—ZADSREM BRI+ D TEBLLEN,

@I NIVEERELIGE RELA-DETERET BN BIET DT BIRICTERZE,

O EANDEBMAT X TEREICLVTHIKAY SHEL. TR RBT A BUETDOT. T
HN—PREDN DFOREREERALIN,

OHIEFRIMBIFREDERERT DT REEDI T THARRIMOMTE. MIRRK. HHEIE
EHEEOMTHRIEICE) MTREORB LI LEELBZEN HIET,

@IRND/NEVBIMEDE VERE ZERLZEVIMET R (Q1UTF) IS BV TIHIRWEIRME : 5umkl
TEHERLET,

@R N MEDF W EIHIBDER I8 TS,

AZRYIAEBEIVRI)VEREBROER
OBREALDMBENBICASHEVEIDTREDN REBEBAL TSV RBEER AEE VLS
L DPFTRIEPFTLIEE L,

J

N

A Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills

Correct application and operation is strongly advised to avoid clogging, abrasion, etc,
that could cause serious accidents or injuries.

Ignition or sparks generated during milling could lead to fire or extreme damage to the
work piece.

End Mills are made with very sharp cutting edges and must be handled with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious
injury. Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or flying
debris. Ensure to use protective items such as safety glasses and a face guard.

@For best results, fine parameter adjustment may be required, depending on the
materials; milling shape and strategy; machine rigidity and spindle capability.

@Use a machine that has high rigidity and generates a low level of vibration.

@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX Tungsten Carbide End Mills

@Never regrind the tool without wearing safety glasses and a face guard.
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Price & Specifications are subject to change without notice.
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