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Carbide 2-flute Endmill For Nonferrous Metal Machining, Right Flute Left Helical
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The left-hand threading is designed to discharge chips to the tip Twist Angle
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@Cutting conditions are recommended on page 293. Unit [size :mm]
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Code No. Flute Diameter Flute Length Total Length Shank Diameter
NFRS-2005 0.5 1.5 50 4
NFRS-2006 0.6 2 50 4
NFRS-2007 0.7 2 50 4
NFRS-2008 0.8 25 50 4
NFRS-2009 0.9 3 50 4
NFRS-2010 1 S 50 4
NFRS-2012 1.2 4 50 4
NFRS-2015 1.5 5 50 4
5 NFRS-2020 2 6 50 4
L NFRS-2025 2.5 8 50 4
= NFRS-2030 3 10 60 6
& NFRS-2040 4 12 60 6
& NFRS-2050 5 15 60 6
i NFRS-2060 6 15 60 6
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NFRS-2
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Referential Cutting Conditions

RITEYIE Side Milling
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Workpiece Aluminum Alloy Copper Alloys
AN & [El¥R% XKD ERE YIDAHRSE [El¥R% XKD EE YIDAMMRS
Flute Diameter Revolution Feed Cutting Depth Revolution Feed Cutting Depth
mm min’' mm/min mm min’' mm/min mm
0.5 32,000 200 0.12 30,000 120 0.12
0.6 32,000 240 0.15 25,000 120 0.15
0.7 32,000 260 0.17 25,000 120 0.17
0.8 32,000 300 0.2 21,000 120 0.2
0.9 25,000 320 0.22 16,600 120 0.22
1 22,500 400 0.5 15,000 120 0.5
1.2 21,000 450 0.6 12,500 120 0.6
1.5 16,000 450 0.7 10,000 120 0.7
2 12,000 500 1 7,500 120 1
2.5 9,500 550 1.2 6,000 160 1.2
3 8,000 600 1.5 5,000 160 1.5
4 6,000 500 2 3,700 160 2
5 4,800 450 2.5 3,000 160 2.5
6 4,000 400 S 2,500 160 3
& 2 - [EERH gﬁg n \ggu@g%gzﬁg LfT—Fé A% i + Adjust Relvol'ution anq Feed Speed aF the same rate.
PIDKTOBER/EICERL, BYICHRELTRE W, + Watch Winding of Chip and remove it adequately.
Remarks HERI7 70— PILIALOBABTEHEERLTTEW, - Use AirBlow for Resin and use Cutting Ol for Aluminum Alloy.

RImEYIE] Side Milling
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Workpiece Resin
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Flute Diameter Revolution Feed Cutting Depth
mm min’! mm/min mm
0.5 31,500 320 0.4
0.6 26,500 350 0.5
0.7 22,700 350 0.6
0.8 20,000 420 0.6
0.9 18,000 450 0.7
1 16,000 500 0.8
1.2 13,200 600 1
1.5 10,500 700 1.2
2 8,000 700 1.4
2.5 6,300 750 1.8
3 5,300 800 2
4 4,000 700 2.8
5 3,200 600 35
6 2,600 500 4.2
1 P - EERHEED EEL&@Q%@T?E%%TTS W, + Adjust Relvol‘ution anq Feed Speed at the same rate.
IDKTOEEFZITEREL, BIICHRELTIEI W, » Watch Winding of Chip and remove it adequately.
Remarks BRI 70—, 7IIEL0BRETEMZERL TTS W,

+ Use Air Blow for Resin and use Cutting Oil for Aluminum Alloy.
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