
● Recommend Cutting Conditions for HRSA material
Application Grade φ Flute Cutting Speed (m/min） Feed

(mm/t)
Depth of cut 

（mm）
Width of cut 

（mm） Coolant150 600 1000
Face Milling

SX9

3/8"

4/6/8 0.03

1.4

―

DRY

×
1/2" 1.9
5/8" 2.4
3/4" 2.9
8㎜ 1.2
10㎜ 1.5
12㎜ 1.8
16㎜ 2.4
20㎜ 3.0

Side Milling

SX9

3/8"

4/6/8 0.03

4.8 0.9

DRY

×
1/2" 6.4 1.3
5/8" 8.0 1.6
3/4" 9.5 1.9
8㎜ 4.0 0.8
10㎜ 5.0 1.0
12㎜ 6.0 1.2
16㎜ 8.0 1.6
20㎜ 10.0 2.0

Slotting

SX9

3/8"

4 0.03

2.4

―

DRY

×
1/2" 3.2
5/8" 4.0
8㎜ 2.0
10㎜ 2.5
12㎜ 3.0
16㎜ 4.0
3/8"

6 0.03

1.4

―

DRY

×
1/2" 1.9
5/8" 2.4
8㎜ 1.2
10㎜ 1.5
12㎜ 1.8
16㎜ 2.4
3/4" 8 0.03 2.9 ―16㎜ 3.0

● Recommended cutting conditions for Cast Iron
Application Grade φ Flute Cutting Speed （m/min） Feed

（mm/t）
Depth of cut 

（mm）
Width of cut 

（mm） Coolant150 600 1000
Face Milling

SX9

1/2"

4/6/8 0.1

2.4

―

DRY

×
5/8" 5.0
3/4" 4.8
12㎜ 3.0
16㎜ 4.0
20㎜ 5.0

Side Milling

SX9

1/2"

4/6/8 0.1

9.5 2.1
DRY

×
5/8" 11.9 2.6
3/4" 14.3 3.2
12㎜ 9.0 2.0
16㎜ 12.0 2.5
20㎜ 15.0 3.3

Slotting

SX9

1/2"

4/6/8 0.1

2.4

―

DRY

×
5/8" 4.0
3/4" 4.8
12㎜ 3.0
16㎜ 4.0
20㎜ 5.0

● A continuous cut is recommended. An interrupted cut may cause chipping or breakage.
● When using a Hydraulic or Shrink chuck, blow air to the arbor body, DON'T blow air to the endmill itself.
● A Minimum speed of 300m/min is required. (Don't run at lower speed.)
● A 1.5 degree ramping angle is recommended. Run at 50% lower feed rate when ramping cut.
When cutting HRSA materials
● Continue to machine even if you see BUE, removing BUE may cause chipping or breakage to the edge.
● High speed machining work hardens the material. For this reason, leave at least 0.3mm of material for a finishing process.

For Maximum Productivity

N
ew

 
P

ro
d

u
ct

s
To

ol 
Ma

ter
ial

s /
Se

lec
tio

n G
uid

e
BID

EM
ICS

, P
CD

, 
CB

N a
nd

 Ce
ram

ics
 

Mic
ro-

gra
in C

arb
ide

,
PVD

 / CV
D-c

oat
ed C

arb
ide

In
se

rt
It

em
 L

is
t

Ge
ne

ral
 Tu

rn
ing

To
olh

old
ers

Un
iq

ue
Sw

iss
 T

oo
lin

g
G

ro
ov

in
g 

/ 
Si

de
 T

ur
ni

ng
T

h
re

ad
in

g
S

h
ap

er
ID

 T
oo

lin
g

Ap
pl

ic
at

io
n 

In
tro

du
ct

io
n

E
n

d
m

ill
s

R
o

ta
ti

n
g

 
T

o
o

ls
In

fo
rm

at
io

n
In

d
ex

M3

14_総合ｶﾀﾛｸﾞ2019_vol6_ _英語版.indd   3 2019/05/14   13:31:03



Heat Resistant Alloy S ●

Item Number
Grade

Flute φ φ φ  max
SX9 (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch)

RCEM 080H4R100S ●

4

8.0 ― 8.0 ― 7.6 ― 1.0 ― 6.0 ― 60 ― 16 ―
100H4R125S ● 10.0 ― 10.0 ― 9.6 ― 1.25 ― 7.5 ― 65 ― 20 ―
120H4R150S ● 12.0 ― 12.0 ― 11.6 ― 1.5 ― 9.0 ― 70 ― 24 ―

RCEI   375H4R047S ● 9.525 3/8 9.525 3/8 9.125 .359 1.19 .047 7.14 9/32 63.5 2.5 19.05 3/4
500H4R068S ● 12.7 1/2 12.7 1/2 12.3 .484 1.73 .068 9.525 3/8 69.9 2.75 25.4 1

Heat Resistant Alloy S ●

Item Number
Grade

Flute φ φ φ  max
SX9 (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch)

RCEM 080J6R100S ●

6

8.0 ― 8.0 ― ― ― 1.0 ― 6 ― 60 ― ― ―
100J6R125S ● 10.0 ― 10.0 ― ― ― 1.25 ― 7.5 ― 65 ― ― ―
120J6R150S ● 12.0 ― 12.0 ― ― ― 1.5 ― 9 ― 70 ― ― ―

RCEI   375J6R047S ● 9.525 3/8 9.525 3/8 ― ― 1.19 .047 7.14 9/32 63.5 2.5 ― ―
500J6R068S ● 12.7 1/2 12.7 1/2 ― ― 1.73 .068 9.525 3/8 69.9 2.75 ― ―

RCE-H4 (4-flute with Neck)
○No center cutting edge

RCE-J6 (6-flute)
○No center cutting edge

max

φ
（

e8
）

φφ

（
h6

）

Slotting Pocketing Ramping Z=4

35° 1.5°

Face Milling Side Milling Profiling Ramping Z=6

40° 1.5°

φ /φ e8 h6
8mm, 10mm, 3/8" -0.024/-0.047 +0/-0.009

12mm, 1/2" -0.032/-0.059 +0/-0.011

Tolerances

φ /φ e8 h6
8mm, 10mm, 3/8" -0.024/-0.047 +0/-0.009

12mm, 1/2" -0.032/-0.059 +0/-0.011

Tolerances

max

φ
（

e8
）

φ
（

h6
）

■RCE for HRSA Materials

●：1st Choice　●： 2nd choice

●：1st Choice　●： 2nd choice
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Cast Iron K ●
Heat Resistant Alloy S ●

Item Number
Grade

Flute φ φ φ  max
SX9 (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch)

RCSM 120H4R150S ●

4

12.0 ― 12.0 ― 11.6 ― 1.5 ― 9.0 ― 70 ― 24 ―
160H4R200S ● 16.0 ― 16.0 ― 15.5 ― 2.0 ― 12.0 ― 75 ― 32 ―

RCSI   500H4R068S ● 12.7 1/2 12.7 1/2 12.3 .484 1.73 .068 9.525 3/8 69.85 2.75 25.4 1
625H4R078S ● 15.875 5/8 15.875 5/8 15.375 .609 1.98 .078 11.91 .469 76.2 3 31.75 1.25

RCS-H4
○No center cutting edge

max

φ
（

e8
）

φφ

（
h6

）

Slotting Pocketing Ramping Z=4

35° 1.5°

RCS-J6 / RCS-J8
○No center cutting edge

max

φ
（

e8
）

φ
（

h6
）

max

φ
（

e8
）

φ
（

h6
）

φ /φ e8 h6
12mm, 16mm, 1/2", 5/8" -0.032/-0.059 +0/-0.011

20mm, 3/4" -0.040/-0.073 +0/-0.013

Tolerances

φ /φ e8 h6
12mm, 16mm, 1/2", 5/8" -0.032/-0.059 +0/-0.011

Tolerances

■RCS for Cast Iron / HRSA Materials

Face Milling Side Milling Profiling Ramping Z=6

40° 1.5°

Z=8

●：1st Choice　●： 2nd choice

Cast Iron K ●
Heat Resistant Alloy S ●

Item Number
Grade

Flute φ φ φ  max
SX9 (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch) (㎜) (Inch)

RCSM 120J6R150S ●

6

12.0 ― 12.0 ― ― ― 1.5 ― 9.0 ― 70 ― ― ―
160J6R200S ● 16.0 ― 16.0 ― ― ― 2.0 ― 12.0 ― 75 ― ― ―

RCSI   500J6R068S ● 12.7 1/2 12.7 1/2 ― ― 1.73 .068 9.525 3/8 69.85 2.75 ― ―
625J6R078S ● 15.875 5/8 15.875 5/8 ― ― 1.98 .078 11.91 .469 76.2 3 ― ―

RCSM 200J8R250S ● 8 20.0 ― 20.0 ― ― ― 2.5 ― 15.0 ― 110 ― ― ―
RCSI   750J8R094S ● 19.05 3/4 19.05 3/4 ― ― 2.38 .094 14.29 .562 107.95 4.25 ― ―

●：1st Choice　●： 2nd choice
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