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Cutter body (N-m) retail price (¥) retail price (¥) retail price (¥)
RH2P10... 240-140 0.5 720 1,500 P-37 840
ae
i . -,
O *ﬁ:‘%tﬂ ﬁll %ﬁ: 4% Recommended cutting conditions
lap
KIRFIFE—HEREMTET T, Red indicates primary recommended grade.
A HEIEATE e #8/147 | 610/28879 | ¢12/387 | ¢16/48F | $20/58H | $25/687 | $32/818F
Work material Recommended grade Cutting conditions 1 flute 2 flutes 3 flutes 4 flutes 5 flutes 6 flutes 8 flutes
ve (m/min 130 130 130 130 130 130 130
FUN— REH . nc(§r1in'*) ) 5,180 4,140 3,450 2,590 2,070 1,660 1,290
g g fz (mm/t) 0.4 0.5 0.5 0.5 0.5 0.5 0.5
(40HRC U'F) JP4115 |_vi(mm/min) 2,070 4,140 5,170 5,180 5,170 4,980 5,160
Pre-hardened steel ap (mm) 0.3 0.35 0.4 0.4 0.4 0.4 0.4
(40HRC or less) ae (mm) 4.5 5 7 9.5 12 15 19
Q (cm¥/min) 2.8 7.2 14.5 19.7 24.8 29.9 39.2
ve (m/min) 100 100 100 100 100 100 100
\ n (min-) 3,980 3,180 2,650 1,990 1,590 1,270 1,000
TUN—R U fz (mm/t) 0.4 0.5 0.5 0.5 0.5 0.5 0.5
(40~50HRC) JP4115 [ vi(mm/min) 1,590 3,180 3,970 3,980 3,970 3,810 4,000
Pre-hardened steel ap (mm) 0.3 0.35 0.4 0.4 0.4 0.4 0.4
ae (mm) 4.5 5 7 9.5 12 15 19
Q (cm¥/min) 2.1 5.6 114 15.1 191 22.9 30.4
ve (m/min) 90 90 90 90 90 90 90
n (min-') 3,580 2,870 2,390 1,790 1,430 1,150 900
AR JP4105 sz ((r:wnnl//trz'nin) 1 (ilgo 20230 2%:3‘0 208.‘610 2%:510 20'7.20 208'30
(50~B5HRC) | JP4115 [ (mm) 0.2 0.3 0.3 0.3 0.3 0.3 0.3
ae (mm) 4.5 5 i 9.5 12 15 19
Q (cm¥/min) 1.3 3.4 6.0 8.2 10.3 12.4 16.4
vc (rr_1/min) 75 75 75 75 75 75 75
n (min-) 2,990 2,390 1,990 1,490 1,190 960 750
AN fz (mm/t)_ 0.3 0.4 0.4 0.4 0.4 0.4 0.4
(55~60HRC) JP4105 [ vf(mm/min) 890 1,910 2,380 2,380 2,380 2,300 2,400
Mearnes s ap (mm) 0.15 0.2 0.2 0.2 0.2 0.2 0.2
ae (mm) ] 3 4 5 6.5 8 10 13
Q (cm?/min) 0.4 1.5 2.4 3.1 3.8 4.6 6.2
vc (m/min) 65 65 65 65 65 65 65
n (min-') 2,590 2,070 1,730 1,290 1,040 830 650
BEA N fz (mm/t) ] 0.25 0.3 0.3 0.3 0.3 0.3 0.3
(60~B2HRC) JP4105 [ vf(mm/min) 640 1,240 1,550 1,540 1,560 1,490 1,560
e il gl ap (mm) 0.15 0.15 0.15 0.15 0.15 0.15 0.15
ae (mm) 3 4 5 6.5 8 10 13
Q (cm¥/min) 0.3 0.7 1.2 1.5 1.9 2.2 3.0
[FE] [Note]
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(DUse the appropriate coolant for the work material and machining shape.

(@These conditions are for general guidance; in actual cutting conditions adjust the parameters
according to your actual machine and work-piece conditions.

(®For slotting or ramping, feed rate should be set to 70% as recommended cutting conditions.

(@When using an RH2P1010S08-2 or RH2P1012S10-3 undercut type shank, as a general rule the
feed rate per flute (fz) should be reduced to 50~70% of the value listed in the recommended
cutting conditions.

(®Ensure to exchange the insert at the correct time to ensure safety of the tool-body.

(8The evacuation of swarf can cause burns, cuts or damage to the eyes please ensue the correct
safety cover is fitted around the machine, and necessary personal protection equipment is worn
by the machine operator.

(@Due to fire risks do not use cutting oil as a coolant.

Ramping / Helical milling (mm)
T E4R Tool diameter ¢ mm 8 | 10 | ¢12 | ¢16 | ¢20 925 |  ¢32
BAMERIA Max. ramp angle © 0.5° AT (8 X1.0° ) Less than 0.5 ° (max. 1.0 °)
AU FJLTUE Helical milling / Hole dia.(mm) 1016 [ 1319 | 17-23 | 2531 | 33-39 43-49 | 57-63
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For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.
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