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18X 1Flute BESE - BEMEEFNIAOYI 2y R—=ILIVRZIL Long Neck Ball End Mills for Cemented Carbide and Hard Brittle Materials

B4 X Size R0.1~R1

Binderless | PEVU
UPDLB @) NEW

MITHEIRR AOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)

# Bl # Work Material
wEE | as#E | JU\-KUE AN @k [ 7ILIEE (957748 & e [A5AADEE| FoUAR | BuMaE | BEAE | @Y
CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED | HARDBRITTLE
S;EE(IES SSKTEEI(.)SM S'I&}L(S ALLOYS FILSLEE):S ALLOYS RESISgAé\IT CARBIDE (NON-METAL%\C)
45 / - - - PLASTI ALLOY: MATERIAL
g a0 e 55HRC | ~60HRC | ~ 70HRC
A ©)
5| BEASZOBREHOL EFNTCRESDY SRy JR—IVIY RS)b,
Y r— TN ERENLE(C & D BN TERE RS,
PNADSVREEE S, F1 P EY RICKDBVTEREC KD, BNIcHEEEZ REERR.
Pl Long Neck Ball type End Mills for finishing of Cemented Carbide and Hard Brittle Materials.
(=8 Provides excellent machined surface quality thanks to the sharp cutting edge and optimized edge treatment.
=l Maintains excellent dimensional accuracy for a long time thanks to the high contour accuracy of the cutting
il edge and the excellent wear resistance of diamonds.
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#001 ¢ D1.002 R0.504/0.502 . — = HFRATERL TR,
SAINCERIDH R REBEERHL THUET, R_/ Be sure to confirm the interference between the
0~ inclined work piece and the shank part by actual

EAEEITICHEIL TSN,

measurement.

Diameter and Ball R accuracy measurements are printed 01 L
on the label to support high precision milling. i
A5t 5 842 Total 5 models 8417 Unit (mm)
B R—JLE MR IR EL:3 v IOT—I\A =3 DA TEA
Model Radius of Effective Length Neck Shank Taper Overall Shank Price
Number Ball Nose Length of Cut Diameter Angle Length Diameter
R 2, 2 @d; Bta L ¢d ¥
UPDLB 1002-004 RO.1 04 0.1 0.18 16° 40 4 F—T> TS+ R Open price
UPDLB 1004-008 RO.2 0.8 0.2 0.38 16° 40 4 ZF—TF>TFSA R Open price
UPDLB 1006-010 RO.3 1 0.3 0.58 16° 40 4 =T TSR Open price
UPDLB 1010-020 RO.5 2 0.5 0.95 16° 40 4 Z—T> 54X Open price
UPDLB 1020-030 R1 3 1 1.95 16° 40 4 F—T>TS54 X Open price
UPDLB tJHISR+Z Milling Conditions
EEEEFII Forfinishing of bottom surface LMEEFII For Profile milling
sl BESE WHElF BEaE
WORK MATERIAL CEMENTED CARBIDE WORK MATERIAL CEMENTED CARBIDE
BE R-HEE R oERE | R0 an 8e WE R-LHE BHR gERE | Z0EE ap Qe
Model | Radiusof | Effective | Spindle Feed Axial Radial Model | Radiusof | Effective | Spindle Feed Axial Radial
Number | BallNose | Length | Speed Rate Depth Depth Number | BallNose | Length | Speed Rate Depth Depth
R 2, (min™ | (mm/min) (mm) (mm) R e, (min™ | (mm/min) (mm) (mm)
1002-004  Ro0.1 04 40,000 100 0.001 0.001 1002-004 | RO.1 0.4 40,000 100 0.001 0.001
1004-008  R0.2 0.8 40,000 150 0.001 0.001 1004-008  R0.2 0.8 40,000 150 0.002 0.001
1006-010  R0.3 1 40,000 200 0.001 0.001 1006-010  R0.3 1 40,000 200 0.003 0.001
1010-020  R0.5 2 40,000 400 0.001 0.003 1010-020  R0.5 2 40,000 400 0.005 0.003
1020-030  R1 3 40,000 600 0.001 0.005 1020-030  R1 3 40,000 600 0.010 0.005
wE
- REURYIEIZET S Ies. BENI#E SERREL R
- GIEBHIETRACE R, S2 SRR A C ORI LT, g LA
CEADERIE. IMIRICRETDANEPIERIBICKDNKREDBRDG DX ITDT, PHANHREZLTFRLTIEEL, N
- TEOREHUBIFHRERE LT S0, a
- BRIRMREEICKDRUDREDENSGDEITDT. ZTOWMERKEREL TS,
- ZUHROEF. BRZRULTCHEDET . BEETDITERMICH U TRIRAZEREL T T, 8p: WHAEOTABRES (mm)
Note: e FEAFOTHABRE (mm)
ote: ‘ o ) ap : Axial Depth (mm)
- Use a machine with high accuracy for stable cutting. @e : Radial Depth (mm)

- Non-water soluble coolant recommended. Supply as a mist or external coolant. Take fire prevention precautions to avoid fire hazards caused
b¥1 sparks igniting during machinig or tool breakage.
Shorten overhang as much as possible.

- Adjust cutting conditions as necessary as machine spec and other conditions may vary.

- These cutting parameters show reference value. Adjust the cutting conditions to the desired machined surface finish.
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R2)L Long Neck Radius End Mills for Cemented Carbide and Hard Brittle Materials
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MIHEAEIRR AOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)

# El # Work Material

KEE | A%E | JU\-KE BEANSE @ | 7LIE% (J57748] B wWiE | AS2A0EE| FYUAR | BRRSE | BESE | BiEM
CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED| HARDBRITILE
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Pl Long Neck Ball type End Mills for finishing of Cemented Carbide and Hard Brittle Materials.
=8 Provides excellent machined surface quality thanks to the sharp cutting edge and optimized edge treatment.
=l Maintains excellent dimensional accuracy for a long time thanks to the high contour accuracy of the cutting
il edge and the excellent wear resistance of diamonds.
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#001 ¢ D0.499 R0.049/0.048 g - { 2 BIRATHEBL T,
SAINCERIDSEEI—FREEERELTHYET, g M Be sure to confirm the interference between the
AR TICHRIL LB, e inclined work piece and the shank part by actual
Diameter and Ball R accuracy measurements are printed 04 L | measurement.
on the label to support high precision milling.
A5t 12 B& Total 12 models (7 Unit (mm)
BE Sz d—F3E MR PSS B JvIOT—I\A E=S3 DAL TEf
Model Outside Corner Effective Length Neck Shank Taper Overall Shank Price
Number Diameter Radius Length of Cut Diameter Angle Length Diameter
oD CR 2y e od Bta L od ¥
UPDLRS 1002-002-006 R0O.02 40 4 F—T> TS+ A Open price
0.2 0.6 0.1 0.175 16°
UPDLRS 1002-005-006 R0O.05 40 4 4 —7T>TS4 X Open price
UPDLRS 1003-002-010 R0O.02 40 4 F—T> TS+ X Open price
0.3 1 0.15 0.27 16°
UPDLRS 1003-005-010 R0O.05 40 4 #F—T>TF >4 X Open price
UPDLRS 1005-005-015 R0O.05 40 4 F—T> T4 Open price
0.5 1.5 0.25 047 16°
UPDLRS 1005-010-015 RO.10 40 4 #F—T> TS+ X Open price
UPDLRS 1010-005-030 R0O.05 40 4 F—T> 754X Open price
UPDLRS 1010-010-030 1 RO.10 3 0.95 16° 40 4 Z—T> TS+ X Open price
UPDLRS 1010-020-030 R0.20 055 40 4 F—T72 TS5+ X Open price
UPDLRS 1020-005-040 R0.05 ' 40 4 F—7> IS4 Open price
UPDLRS 1020-010-040 2 RO.10 4 1.95 16° 40 4 F—T> T4 Open price
UPDLRS 1020-020-040 R0O.20 40 4 F—T>TFS4 X Open price

UPDLRS tDHIZZ Milling Conditions

WHEIA BEaE
WORK MATERIAL CEMENTED CARBIDE
BIE SNz MR EHEE XDEE g,

Model Number Outside = Effective | Spindle | Feed Axial
Diameter | Length = Speed Rate Depth

D 2, (min™)  (mm/min)  (mm)

1002-002-006 0.2 06 40,000 100 0.001
1002-005-006 ’ ’ 40,000 100 0.001
1003-002-010 03 1 40,000 150 0.002
1003-005-010 ’ 40,000 150 0.002
1005-005-015 05 15 40,000 200 0.003
1005-010-015 ’ ’ 40,000 200 0.003
1010-005-030 40,000 400 0.005
1010-010-030 1 3 40,000 400 0.005
1010-020-030 40,000 400 0.005
1020-005-040 40,000 600 0.010
1020-010-040 2 4 40,000 600 0.010
1020-020-040 40,000 600 0.010
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Radial
Depth
(mm)

0.001
0.001
0.001
0.001
0.001
0.001
0.003
0.003
0.003
0.005
0.005
0.005
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ap : BAEDENAF RS Axial Depth (mm)
e : FEABDYBAHRE Radial Depth (mm)
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Note:

- Use a machine with high accuracy for stable cutting. ) i

- Non-water soluble coolant recommended. Supply as a mist or external coolant. Take fire prevention
grecautlons to avoid fire hazards caused by sparks igniting during machinig or tool breakage.

- Shorten overhang as much as possible. ) y

- Adjust cutting conditions as necessary as machine spec and other conditions may var¥|. )

- These cutting parameters show reference value. Adjust the cutting conditions to the desired
machined surface finish.
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UPDLB £ tIFINT56I UDCBF / UPDLB
Milling Example for Finishing

T8 1 10.2 X 10.2 X RE 1.4 mm
Milling Area Depth
D—o84Z 120 X 20 X 10 mm
Work Size

R0O.5

HBiESE VF-20 (92.5HRA)
Cemented Carbide

X EIFANTE After Finishing

TiE® fERIE BlEmEE EDRE an ae T EFR -5k ISR
Process Tool Spindle Speed |  Feed Rate Axial Depth | Radial Depth Stock Coolant Cycle Time
(min™) (mm/min) (mm) (mm) (mm)
bid .
. 30,000 300 0.05 0.25 0.005 30 min
Roughing UDCBF 2010-0070 — T7J0-
p (R0.5x0.7) . Air Blo
it 30,000 300 |BRINAR| 006321 0.005 e 12 min
emi-finishing CUSp Helght
Tt EF UPDLB 1010-020 FAIZA B .
Finishing (R0.5 x B 2 Effective Length) 40,000 400 Bi00S5 0.00495 0 Oil Mist 1030 min

UPDLRS ft EIFINT=6] UDCLRSF/UPDLRS o2

Milling Example for Finishing

DITFREE © 4 X 10 X 2R 1.8 mm

HBESE VF-20 (92.5HRA)
Cemented Carbide

ft E(FINTI# After Finishing

Milling Area Depth
D=5 4Z 10 X 10 X 20 mm
45‘;' Work Size
AL
=
Tie% EAIE [Elkirvds XD RE ap ae T EFR I—3U p I
Process Tool Spindle Speed| Feed Rate | Axial Depth | Radial Depth Stock Coolant Cycle Time
(min™) (mm/min) (mm) (mm) (mm)
bid UDCLRSF 2020-005020 0.9x 2@l :
Roughing (92 x CR0.05 x B 2 Effective Length) 20,000 Times 001 0.005 54 min
£ (RME) I7Jo— .
Finishing (Bottom) UPDLRS 1020-005-040 40,000 001 0.005 0 Air Blow 45 min
#rF@EmE | (@2 x CR0.05 x H#E 4 Effective Length) )
Finishing (Side) 40,000 0.002 0.01 0 52 min
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Price & Specifications are subject to change without notice.

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 End Mills
@Never regrind the tool without wearing safety glasses and a face guard.

DETOTTTERIEED,

4 N

- v
201704 UPD 7KA




