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HOW TO READ THE STANDARD

OF EXCHANGEABLE HEAD END MILLS

@®How this section page is organized
DOrganized according to cutting mode for milling. (Refer to END MILL LIST.)

CUTTING EDGE GEOMETRY
PHOTO OF PRODUCT
PRODUCT TITLE

— ITEM NUMBER

— PRODUCT BLOCK

(4 BLE HEAD END MILLS

® iMX-S3HV - inch sizes [@ 00 @_
Square head, 3 flute, Irregular helix &
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®3-flute end mills suitable for shoulder milling, slot milling and plunging
= | \@!rreguiar helix controls vibration and achieves stable machining
3 (ocn)
[

© Order Number Dc APMX LH DCON k= E |vee

= &

weall)  MX1053HV03TSP 375 300 630 363 3 e |1
IMX12S3HV0500P 500 400 789 488 3 e

3 IMX1653HV0625P 625 500 945 605 3 e |1

& IMX20S3HV0750P 750 600 1.181 730 3 e |1

E IMX25S3HV1000P 1.000 800 1500 980 3o

| Note 1) The fastening size of the holder and head shoud be the same. (refer to J002)

iMX-S3HV @ O@ @
Square head, 3 flute, Iregular helix =

pestz foe>t2 | 1|
7
Y _Gow | -Gon
@3-flute end mills suitable for shoulder milling, slot milling and plunging.
@irregular helix controls vibration and achieves stable machining

(mm)

EXCHANGEABLE HEAD END MILLS (S

®:USA Stock 15013399

Grade
No.of[ g
Order Number oc APMX LH ocoN (ST E e
IMX10S3HV10008 10 8 16 97 3 e 1
IMX12S3HV12009 12 96 19 n7 3 e 1
IMX16S3HV16012 16 128 24 155 3|e 1
IMX20S3HV20016 20 16 30 195 3 e 1
IMX25S3HV25020 25 20 375 245 3|e 1
Note 1) The fastening sze of the holder and head should be the same. (efer o J002)
> 003

PRODUCT FEATURES

== LEGEND FOR STOCK STATUS MARK
is shown on the left hand page of
each double-page spread.

s PRODUCT STANDARDS
indicates order numbers, dimensions,
and stock status.

@To Order: Please specify order number.



MILLING TOOLS

EXCHANGEABLE HEAD END MILLS

IDENTIFICATION -+erersssrerrsrersssnnmsssnsssssnsnsssnnesssssesssnesssanes J0o2
SYMBOL DESCRIPTIONS -+++esssssersssserssssrrsssnresssnsesssanessans Joo3
GUIDE FOR ISO13399 SYMBOLS:++++++ssersssseessssserssanersans Joo3
CLASSIFICATION:+-+++sssssresrssserssanersssssssssnsrsssanesssssesssnssssas J0o4

CORRECTION FACTOR BY OVERHANG LENGTH (SHOULDER MILLING) --- J007

EXCHANGEABLE HEAD END MILLS STANDARDS

HEAD
SQUARE :++:+s+tssersssnssnssanssnssssssnsastssansssnsssssassssssasssasasess Joos
= o L J024
TAPER RADIUS -++-++sssssssseersssssnresissssnnensssssnnsnsssssnnenns J050
ROUGHING:+++++++ssssssssserrrsssssmerssssssremssssssnessssssnnensanns J052
2N I Jos8
CHAMPFER -++++++ssssseeersssssnmmmmssssnnnnnssssnnansssssnnanssssssnnnes Jo72
HOLDER
CARBIDE :+++++sstssssstesssstmsssssnsssnessssnsssssnsssssessssnsssssnees Jo78
STEEL +++rrrsserssssresssntrsssnnssssstmsssnnssssssesssnsesssssesssnsesssnnes J0oso

*Arranged by Alphabetical order

J058  iMX-B2S J039  iMX-C10HV
JO60  iMX-B3FV JO50  iMX-C10T-C
J062  iMX-B4HV (INCH) J038  iMX-C12HV (INCH)
J063  iMX-B4HV J039  iMX-C12HV
J064  iMX-B4HV-E (INCH) JO50  iMX-C12T-C
J065  iMX-B4HV-E JO50  iMX-C15T-C
J059  iMX-B4S J072  iMX-CH3L (INCH)
Wew JO70  iMX-BAWH-S (INCH) J073  iMX-CH3L
Wew JO70  iMX-B4WH-S J076
J068  iMX-BBHV (INCH) J076
J068  iMX-BE6HV Jo78
J046  iMX-C3A (INCH) Jo79
J047  iMX-C3A J08o
J041  iMX-CAFD-C (INCH) Jo81
J042  iMX-C4FD-C Jo052
J044  iMX-CAFV (INCH) J053  iIMX-R4F
J044  iMX-CAFV WEw JO56  iMX-RC4F-C
J024  iMX-C4HV (INCH) J020  iMX-S3A (INCH)
J025  iMX-C4HV J021  iMX-S3A
J028  iMX-C4HV-S (INCH) J008  iMX-S3HV (INCH)
J029  iMX-C4HV-S J008  iIMX-S3HV
J038  iMX-C6HV (INCH) J012  iMX-S4HV (INCH)
J039  iMX-C6HV J013  IMX-S4HV
WEw JO36  iMX-CBHV-C J014  iMX-S4HV-S (INCH)
J050  iMX-C8T-C J014  iMX-S4HV-S
J038  iMX-C10HV (INCH)




EXCHANGEABLE HEAD END MILLS

IDENTIFICATION

IMX End Mill Series

CARBIDE

@ Basic Configurations @ Specifications ® Corner R. Coolant Thru
S Square H High Helix ex. S Peripheral(Side)
. V | Vibration Control R050 = 0.5 mm E | End Cutting Edge
C Corner Radius — — R100 = 1 mm
F | For High Efficiency Machining C | End Face, Center
B Ball Nose S | For Finish Machining ® Corner R. None Without Hole
R Roughing A | For Aluminum Alloy ex.
CH Chamfer D |Duplex Corner Radius R030 = .030 inch
F Fine Pitch
(Roughing)
T Taper
L Inclined
w Lollipop
I
| [0) @ | ® ® | ® © | @
@ Series Description @ No. of Flutes ® Dia. @ Flute Length
Head & Holder Combination
- - - — ex. ex. ex.
ﬁead @es Description !-I'\j()j:r%nes Description 4 - 4 flute 120 = 12 mm 12 5 12.%mm
iMX|10]. ' - = (Truncate Decimal Places)
iMX|12 iMx|12]- ® Dia. A45 = Chamfer Angle 45°
iMX|16]: iMx|16]- ex. :
iMX|20]: iMX|20]- 0500 = 5inch @ Flute Length (inch)
iMx|25] iMX|[25]-
Head & holder combination should be the same. ex.
M — Medium = DCx1
P— DCx.8
.HOLDER (DC=External Diameter)
@ Hyphen @ Figure ® Overall Length
Hyphen indicates these are holders. U Undercut ex.
S Straight L080 = 80 mm
. . 1
J G Straight Oversize ® Overall Length
A 1° Taper Neck
n ex.
- L31 - 3.1% inch
E‘ (Two Digits Decimal Place Truncate)
a I
=
g IMX12 - U| [12] [NO17| |[L080| |C
< [ o o) ©) ® ® ® )
I ® Series Description - -
|._||J Holder & Head Combination @ Shank Diameter ® Neck Length @ Tool Material
[11] Holder Series Description | Head Series Description ex. ex. (o3 Carbide
] iMX[10[- iMx|10fL______: 1212 mm NO17 = 17.% mm s Steel
(O] ; N - X (Truncate Decimal Places)
2 MX|12 X @ Shank Diameter .
T TMX 16| iMX ex. ® Neck Length
> MX|201 MX 0500 = .5 inch ex.
] iIMX|25|- iMX[25]. ______! NO71 = .71% inch
Holder & head combination should be the same. (Three Digits Decimal Place Truncate)
For holder details, refer to JO78-J081.

B RUN-OUT ACCURACY AND HEAD EXCHANGE ACCURACY
Run-out Accuracy for the Peripheral Cutting Edge
.0006" (210—20 mm)
.0008" (225 mm)
* Use the carbide holder. (Except iMX-RC4F-C,iMX-R4F roughing head)

J002




SYMBOL DESCRIPTIONS

Tool Material

Tolerances

Ultra Micro Grain Carbide
Ultra micro grain carbide is used as the substrate
material.

Outside Diameter Tolerance
Indicates diameter tolerance of end mill.

Angle, Coolant thru, Sharp corner edge and Gash land

Helix Angle

Indicates the helix angle of the end mill.

End Cutting Edge with Coolant Thru

Peripheral Cutting Edge with
Coolant Thru

QOO e

Gash Land

Indicates the end mill cutting edge has a gash land.

GUIDE FOR 1S013399 SYMBOLS
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RE
LH

R Tolerance

Indicates the radial tolerance of a ball nose end mill.

R Tolerance
Indicates the radial tolerance of an end mill with a
corner radius.

Tolerance of Point Angle
Indicates the tolerance of the point angle.

@090009

Shank Diameter Tolerance
Indicates the shank diameter tolerance of end mill.

Symbol Content
APMX Depth of cut maximum

DC Dia. (Cutting diameter)
DCON Connection diameter

LH Head length

RE Corner radius

*There are exceptions other than those listed above. For more details, please refer to the technical data (page N002).

CARBIDE
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EXCHANGEABLE HEAD END MILLS

CLASSIFICATION

J

EXCHANGEABLE HEAD END MILLS

J004

@ Head length Workpiece Material
= = APMX P H [M[S] N
Py = A — = = > =
.. Pr © Dia. Q 3| = 8| £ S
&| Applications "L; C°oddue°t Features Shape  |'o DC vae. | S |8/8|, |, 5|55 3 £|Page
= . 3 c | 2 |52 8¢ L2
o = |g|35|5|T|S|5E g€
Z < [§|R|w 8| 5|E§ 3|2
SQUARE
_ Vibration _ .375"—1.000" | .800 |0.8DC
3 [iMX-S3HV | ontrol 0|0 o|o|0| [Joos
10—25mm | 20 |0.8DC
Vibration n | §|-375"~1.000" | 1.000 | 1DC 1012
Control Bk J013
For Difficult-to-cut w) 10—32mm 3 1DC
Material 4 |iMX-S4HV Irregular 0|0 0|0|0
Long cutting 16, 20 mm 40 | 2DC Jo13
edge
I T |.375"—1.000" | 1.000 | 1DC
Vibration e
4 |iMX-S4HV-S | oo n-ﬂ § o|o olo|o| |Jo14
£| 10-25mm | 25 | 1DC
— 'S [.375"—1.000" | .800 | 0.8DC 1020
For Aluminum Alloy | 3 [iMX-S3A | Uncoated ﬁbi-ﬂ 5 O 021
@ | 10—28mm | 23.4 |0.8DC
RADIUS
Vibration o .375"—1.000" | 1.000 | 1DC J024
Control w —
S| 10—28mm | 29 | 1DC J025
4 |iMX-C4HV | ) 0|0 olo|0| |——
rregular 5
helix, 5
Long cutting ‘n.‘.ﬂ 16, 20 mm 40 | 2DC Jo27
edge
I i T |.375"—1.000" | 1.000 | 1DC
Vibration — e
4 |iMX-C4HV-S Control W g ©0 01010 jggg
. £| 10-25mm | 25 | 1DC
For Difficult-to-cut
Material Irregular S| 375—.500" | 520 | 1DC 038
6 |iMX-C6HV | helix, =5 0|0 olo 039
Multi-flute | 10,12 mm 12 1DC
NEW Irregular Tcu
6 |iMX-C6HV-C| helix, m s | 10—25mm 25 | 1DC |©|0 o|o J036
Multi-flute =
i Irregular helix, — 625" 645 | 1DC
10{iMX-C10HV | i fiyte m Sl 16mm 16 | 1oc |9° °l° Jo38
. Irregular helix, < [750"—1.000" | 1.050 | 1DC Jo39
12{iMX-C12HV | e o G 50 25 mm 25 1o 19/© 0|0
) Duplex T |.375"-1.000" | .067 |0.07DC oy
For High Feed 1 4 | iMX-C4FD-C| Comner ‘-BD 5 olojo| |ojo|o| |3
g Radius E| 10-25mm | 16 |0.07DC
I .375"—1.000" | 1.050 | 1DC
For High Efficiency . Vibration m
Machining 4 | iMX-C4FV | Gontrol _ ©|0|0 Jo44
S| 10—25mm | 26 | 1DC
Q
) o |.375"—1.000" | .800 |0.8DC 1046
For Aluminum 3 |iMX-C3A Uncoated *m o
Alloy AN et Jo47
10—28 mm | 23.4 |0.8DC




@ Head length Workpiece Material
- - APMX P H [M[S] N
=] =
Q = . - ] = > =
.. i | Product ] Dia. Q 2| 2 &3
E‘, Applications 5 Code Features Shape S DC Max. = % glo o @ _g% = Page
: (3] DC Z |3|2x\x 8558 2
2 g 58855885
n w»|Ex <C
8 |imx-csT-c | laPerhead. 8 mm 712 | 0.8DC olo
Long cutting edge
10|imMx-c1oT-c | aperhead | 10mm 7.12 |0.7DC olo
Long cutting edge o c
For Blade T head I J050
12|iMX-C12T-C Long‘;ﬁ[ﬁng ige Z| 1519mm | 3.56 | 0.2DC olo
15|iMx-c15T-C | Taperhead, 15,19 mm | 3.56 |0.2DC olo
Long cutting edge
ROUGHING
T |.375"—1.000" | 1.050 | 1DC
- g
For Difficult-to-cut | 4 | iMX-R4F Square m s 0|0 o|o|o| [J0%2
aterial ® J053
G| 10—25mm | 26 | 1DC
NEW =
For Titanium Alloys | 4 |iMX-RC4F-C|Corner radius m E 10—20 mm 21 1DC |©O 0|0 JO56
[
BALL
2 [imx-B2s Finish m 16—20mm | 20 | 1DC o Jo58
For Hardened
Steel
4 |iMX-B4S Finish Cﬁ 16—20mm | 20 | 1DC < Jos9
F
g
x
For High Efficiency | 3 | jmx.BaFy | Vioration t 10-20mm | 16 |0.8DC| |00 J060
achining Control
o .375"—1.000" | 1.050 | 1DC
4 |imx-BaHy | ViPration ﬁ-‘i olo olojo| [}
10—25mm | 26 | 1DC
% | .375"—1.000" | 1.050 | 1DC
For Difficult-to-cut . Vibration o E J064
Material 4 |IMX-BAHV-E| "o o) 28 ©|0 010101 | joss5
Z] 10—25mm | 26 | 1DC
T |.375"—1.000" | 1.050 | 1DC
i |
6 |iMX-B6HV Vé%rr?ttr'gl" a-i |5 o|o olo J068
ai| 10—25mm | 26 | 1DC
LOLLIPOP
For Difficul NEW S T | .500"-.750" | 563 | 0.8DC
orometioat | 6 |mxsawns| e | Qe | 5 olo| | |ejelo| |umo
9 E| 12=20mm | 15 |0.8DC
CHAMFER
375"—.750" | .345 | 0.5DC
3 |imx-cHaL | "GP e -« - o/ojo| |olo e
T [ 10-20mm [ 9.2 |0.5DC
For Chamfering I
sh & | .500"—.750" | .315 | 0.4DC
6 [iMX-CHev |  Shape. ﬁ ololo| |o|o J076
12—20mm | 85 |0.4DC

CARBIDE
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CARBIDE
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EXCHANGEABLE HEAD END MILLS

J006

EXCHANGEABLE HEAD END MILLS

CLASSIFICATION

HOLDERS

The undercut type is available in medium, semi-long, and long lengths.

Figure Length Taperangle one side | Tool material| Page
Medium Carbide J078, 079
Undercut — Semi-long -
Long Steel J080, 081
Straight
Straight Oversize ‘: | Medium - Steel J08o, 081
Taper neck e — Long 1° Carbide J078, 079




CORRECTION FACTOR BY OVERHANG LENGTH (SHOULDER MILLING)

Reduce the cutting parameters by the coefficient values shown according to the length of overhang.

For long edge and oversize type heads refer to their specific recommended conditions.

(inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F.errit.ic and Martensitic Stainless Steel,
Material Titanium Alloy
L/D Revorl‘ution Feed pf(;r Tooth Width of Cut Revorljution Feed pf(;r Tooth Width of Cut Revorljution Feed pfe; Tooth Width of Cut
(min-1) (IPT) 20 (min-1) (IPT) 2o (min-1) (IPT) 2o
2 100% 100% 100% 100% 100% 100% 100% 100% 100%
3 100% 100% 100% 100% 100% 100% 100% 100% 100%
4 80% 90% 70% 80% 90% 70% 80% 90% 70%
5 60% 80% 40% 60% 80% 40% 60% 80% 40%
6 50% 70% 30% 50% 70% 30% 50% 70% 30%
7 40% 70% 20% 40% 70% 20% 30% 60% 20%
8 40% 60% 10% 40% 60% 10% 30% 50% 10%
9 30% 60% 10% 30% 60% 10% 20% 50% 10%

Precipitation Hardening Stainless Steel,
Cobalt Chromium Alloy

Heat Resistant Alloy

Workpiece
b Inconel718
Revoluti Feed Tooth : Revoluti Feed Tooth ;
LD j;?’%:?n a2 (E) 2o | width of Cut (:;?’A:Tn a2 (E) oM | width of Cut
2 100% 100% 100% 100% 100% 100%
3 100% 100% 100% 100% 100% 100%
4 80% 90% 70% 80% 90% 70%
5 60% 80% 40% 60% 80% 40%
6 50% 70% 30% 50% 70% 30%
7 30% 60% 20% 30% 60% 20%
8 30% 50% 10% 30% 50% 10%
9 20% 50% 10% 20% 50% 10%

CARBIDE
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EXCHANGEABLE HEAD END MILLS

iMX—S3HV— Inch Sizes

Square head, 3 flute, Irregular helix

Q-0

CARBIDE Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Sl | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, )
(<30HRC) (245HRC) (£55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  CoPPerAlloy | Aluminum Alloy
© O ©) ©) @)
4
o
(8]
[=]
(£ -
[ APMX \
N— APMXI \
LH —"ICurved
'Edge
DC=<.500" | DC>.500"
0 0
- .0008" - .0012"
@3-flute end mills suitable for shoulder milling, slot milling and plunging.
@Irregular helix controls vibration and achieves stable machining.
(inch)
Grade
Order Number DC APMX LH DCON llgllzlt:sf é Type
w
IMX10S3HV0375P 375 .300 .630 .363 3 (] 1
IMX12S3HV0500P .500 400 .789 .488 3 (] 1
IMX16S3HV0625P .625 .500 .945 .605 3 (] 1
IMX20S3HV0750P .750 .600 1.181 .730 8 (] 1
IMX25S3HV1000P 1.000 .800 1.500 .980 3| @ 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

IMX-S3HV

Square head, 3 flute, Irregular helix

4
435
45°

O

DC <12 DC>12

0 0
- 0.020 - 0.030

@3-flute end mills suitable for shoulder milling, slot milling and plunging.
@Irregular helix controls vibration and achieves stable machining.

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER BALL ROUGHING RADIUS [elI\:{3

(mm)
Grade
No.of[ g
Order Number DC APMX LH DCON Fi S | Type
utes 2
w
IMX10S3HV10008 10 8 16 9.7 3 (] 1
IMX12S3HV12009 12 9.6 19 1.7 & (] 1
IMX16S3HV16012 16 12.8 24 15.5 3 (] 1
IMX20S3HV20016 20 16 30 19.5 3 (] 1
IMX25S3HV25020 25 20 37.5 24.5 3 (] 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1SO13399 >J003

JO08 @ :UsAstock




RECOMMENDED CUTTING CONDITIONS
l Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.

(inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F'errit'ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC Revolution | Feed Rate |no i of cut|width of cut| Revelution | Feed Rate |no o, of cut/width of cut| Revolution | Feed Rate oo, of ¢yl width of Cut
(mm)] (inch) | (min-1) (|E>'{/|) ap ER (mitet) (II‘DI{/I) ap ae (min-1) (“‘DIK/I) . ae
.3750( 5000 52.5 .300 .075 4000 28.8 .300 .075 3400 30.6 .300 .075
10 | .3937| 4800 50.4 315 .079 3800 27.4 SIS .079 3200 28.8 315 .079
12 | 4724 4000 42.0 378 .094 3200 25.0 378 .094 2700 251 .378 .094
.5000( 3700 38.9 400 .100 3000 234 400 .100 2500 23.3 400 .100
.6250( 3000 35.1 .500 125 2400 21.6 .500 125 2000 21.0 .500 125
16 | .6299| 3000 35.1 .504 126 2400 21.6 .504 126 2000 21.0 .504 126
.7500( 2500 29.3 .600 150 2000 18.0 .600 .150 1700 17.9 .600 .150
20 | .7874 2400 28.1 .630 157 1900 171 .630 157 1600 16.8 .630 157
25 | 9843 1900 26.8 787 197 1500 13.5 787 197 1300 13.7 787 197
1.0000| 1900 26.8 .800 .200 1500 13.5 .800 .200 1300 13.7 .800 .200
~—ae
Depth of Cut ap
Precipitation Hardening Stainless Steel, Heat Resistant Alloy
Workpiece Cobalt Chromium Alloy
Material Inconel718
DC Revolution | Feed Rate |no i, of cut|width of cut| Revolution | Feed Rate |nq o, of cutlwidth of Cut
(mm)[ (inch) | (min-1) (|¥{/|) ap ae (mi?ﬂ) (lg{/') - ae
3750 2500 18.0 .300 .075 1300 6.2 .300 .038
10 | .3937| 2400 17.3 315 .079 1300 6.2 1B .039
12 | 4724 2000 15.6 378 .094 1100 5.9 .378 .047
.5000( 1900 14.8 400 .100 990 6.3 400 .050
.6250( 1500 13.5 .500 125 790 4.7 .500 .063
16 | .6299| 1500 13.5 .504 126 790 4.7 .504 .063
.7500( 1200 10.8 .600 .150 660 4.0 .600 .075
20 | .7874| 1200 10.8 .630 157 630 3.8 .630 .079
25 | ,9843 950 8.6 787 197 500 3.0 787 .098
1.0000 940 8.5 .800 .200 500 3.0 .800 .100
t<—ae
Depth of Cut ap

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.

In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

CARBIDE

CHAMFER TAPER BALL ROUGHING RADIUS
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CARBIDE
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CHAMFER TAPER
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EXCHANGEABLE HEAD END MILLS

J010

EXCHANGEABLE HEAD END MILLS

iIMX-S3HV

Square head, 3 flute, Irregular helix

RECOMMENDED CUTTING CONDITIONS

H Slot Milling (inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F_errit_ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC Revolution Feed Rate Revolution Feed Rate Revolution Feed Rate
- (mirr‘1.1) ("‘:’{A) Deptr;gf Cut (mi?ﬂ) (H;IKA) Deptgrc;f Cut (mir:ﬂ) (||¥|fv|) Deptggf Cut
3750 3400 16.1 .188 2600 9.4 .188 2500 9.0 .188
10 | .3937 3200 15.4 197 2500 9.0 197 2400 8.6 197
12 | 4724 2700 16.2 .236 2100 10.1 .236 2000 9.6 .236
.5000 2500 15.0 .250 2000 9.6 .250 1900 9.1 .250
.6250 2000 16.8 313 1600 9.6 313 1500 10.8 313
16 | .6299 2000 16.8 S5 1600 9.6 .315 1500 10.8 S19
7500 1700 14.3 375 1300 7.8 375 1200 8.6 375
20 | .7874 1600 13.4 .394 1300 7.8 .394 1200 8.6 .394
25 | .9843 1300 121 472 1000 6.0 472 950 6.8 472
1.0000 1300 121 480 990 5.9 480 940 6.8 480
DC
Depth of Cut W ap
4 DC=Dia.

Precipitation Hardening Stainless Steel, Heat Resistant Alloy
Workpiece Cobalt Chromium Alloy
Material Inconel718
DC Revorl‘ution Fee(jlf Rate Depth of Cut Revorl‘ution Feet‘il fRate Depth of Cut
(mm)| (inch) | (min-1) (IPM) ap (min-1) (IPM) ap
3750 2000 6.0 .188 1000 24 .075
10 | .3937 1900 5.7 197 970 23 .079
12 | 4724 1600 6.7 .236 810 29 .094
.5000 1500 6.3 .250 760 2.7 .100
.6250 1200 7.2 313 610 3.7 125
16 | .6299 1200 7.2 315 610 3.7 126
.7500 990 5.9 375 510 3.1 .150
20 | .7874 950 5.7 .394 490 2.9 157
25 | .9843 760 4.6 472 390 23 197
1.0000 740 4.4 480 380 23 .200
DC
Depth of Cut W ap
4 DC=Dia.

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.



H Plunging (inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F_errit_ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC Revorllution Feec\ilfRate Depth of Cut| Step Feed RevorI‘ution Feec‘ilfRate Depth of Cut| Step Feed Revorl‘ution FeetifRate Depth of Cut| Step Feed
(mm)[ (inch) | (min1) | (PMm) EE P2 | min1) | (PM) ap a2 | (mint) | (PM) ap ap2
.3750( 3400 18.7 .188 .100 2300 8.1 .188 .080 2000 2.4 .188 .023
10 | .3937| 3200 17.6 197 .100 2200 7.7 197 .080 1900 23 197 .023
12 | 4724 2700 14.9 .236 .100 1900 6.7 .236 .080 1600 1.9 .236 .023
.5000( 2500 13.8 .250 .100 1800 6.3 .250 .080 1500 1.8 .250 .023
.6250( 2000 11.0 313 .100 1400 4.9 313 .080 1200 14 313 .023
16 | .6299| 2000 11.0 315 .100 1400 4.9 SIS .080 1200 14 .315 .023
.7500| 1700 9.4 375 .100 1200 4.2 375 .080 990 1.2 .375 .023
20 | .7874| 1600 8.8 .394 .100 1100 3.9 .394 .080 950 1.1 .394 .023
25 | .9843| 1300 7.2 492 .100 880 3.1 492 .080 760 .9 492 .023
1.0000| 1300 7.2 .500 .100 880 3.1 .500 .080 740 .9 .500 .023
Depth of Cut c

Precipitation Hardening Stainless Steel,

Cobalt Chromium Alloy

Workpiece
Material
DC Revorllution Fee(iRate Depth of Cut| Step Feed

(mm)| (inch) | (min-1) (IPM) ap ap2
3750 1300 1.6 .188 .023
10 | 3937 1300 1.6 197 .023
12 | 4724 1100 1.3 .236 .023
.5000 990 1.2 .250 .023
.6250 790 9 313 .023
16 | .6299 790 9 .315 .023
.7500 660 .8 375 .023
20 | .7874 630 .8 .394 .023
25 | .9843 500 .6 492 .023
1.0000 500 .6 .500 .023

Depth of Cut ngj)

H -

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.
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CARBIDE

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER BALL ROUGHING RADIUS

EXCHANGEABLE HEAD END MILLS

iMX—S4HV— Inch Sizes

Square head, 4 flute, Irregular helix

Q:0<

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c Al Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  ~CPPEr 0¥ uminum Afloy
© O ©) ©) @)
=
I}
(8]
[=]
\ M ]
8 - %BL Type1
| apmx :
LH A E
1 Curved
' Edge
DC<.500" | DC>.500"
0 0
- .0008" - .0012"
@ Irregular helix controls vibration and achieves stable machining.
(inch)
Grade
Order Number DC APMX LH DCON s ) § Type
Flutes S
w
IMX10S4HV0375M 375 375 .630 .363 4 [ 1
IMX12S4HV0500M .500 .500 .789 .488 4 () 1
IMX16S4HV0625M .625 .625 .945 .605 4 (] 1
IMX20S4HV0750M .750 .750 1.181 .730 4 () 1
IMX25S4HV1000M 1.000 1.000 1.500 .980 4 [ 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

J012 e :UsAStock



iIMX-S4HV

Square head, 4 flute, Irregular helix

Q:0<

Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Seel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, . CARBIDE
(<30HRC) (245HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  CoPPerAlloy | Aluminum Alloy
©) O ©) ©) O
4
o
(8]
[=]
[ —
M Q| - —E» Type1
| apmx :
T N i~
—"1 Curved
' Edge [72]
=2
:
(8]
al T - %B» Type2  (y
] ] =
‘ T
bC=iz | DC>12 APMXH N P B
- 0.020 - 0.030 L B!l ©
. . . . L. Oversize Type 14
@ Irregular helix controls vibration and achieves stable machining.
|
-
<
(mm) m
Grade
Order Number DC APMX LH DCON ?I?Jlt:sf § Type o
] B
IMX10S4HV10010 10 10 16 9.7 4 [ 1 Ii"
IMX10S4HV12012 12 12.5 19 9.7 4 () 2
IMX12S4HV12012 12 12 19 11.7 4 (] 1 ﬁ
IMX12S4HV14014 14 14.5 225 11.7 4 () 2 E
IMX16S4HV16016 16 16 24 15.5 4 [ 1 <
IMX16S4HV18018 18 18.5 27 1855 4 () 2 (:5
IMX20S4HV20020 20 20 30 19.5 4 [ 1
IMX20S4HV22023 22 23 89 19.5 4 () 2
IMX25S4HV25025 25 25 37.5 24.5 4 [ 1 J
IMX25S4HV28029 28 29 41.5 24.5 4 () 2
IMX25S4HV30031 30 31 43.5 24.5 4 (] 2 »
IMX25S4HV32033 32 33 45.5 24.5 4 () 2 j
=
o
=z
]
: 2
[S]
- a T
9 | Type3 I-_IIJ
L 2
APMX :
[N\ amxi I('IDJ
LH 1 Curved 4
' Edge <
T
H Long Cutting Edge Type (mm) %
Grade
Order Number DC APMX LH DCON o 6 § Type
Flutes =
w
IMX16S4HV16032 16 32 40 15.5 4 [ 3
IMX20S4HV20040 20 40 50 19.5 4 () 3

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

1S013399 >Joo3 J013




CARBIDE

EXC“ANGEABLE“EADEND"’"'—LS. CHAMFER TAPER BALL ROUGHING RADIUS [elI\:{3

EXCHANGEABLE HEAD END MILLS

iMX—S4HV—S- Inch Sizes

Square head, 4 flute, Irregular helix, With coolant thru

O:00 ¢

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c All Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  ~CPPEr 0¥ uminum Afloy
© O ©) ©) @)
4
o
(8]
4‘ Q
9l - ;—E Type1
] APMX ;
| SN
I Curved
' Edge
DC<.500" | DC>.500"
0 0
- .0008" - .0012"
@ Irregular helix controls vibration and achieves stable machining.
@ Coolant thru for each cutting edge enables a stable coolant supply.
(inch)
Grade
Order Number DC APMX LH DCON Ho. i § Type
utes 2
w
IMX10S4HV0375MS 375 375 .630 .363 4 [ ] 1
IMX12S4HV0500MS .500 .500 .789 .488 4 (] 1
IMX16S4HV0625MS .625 .625 .945 .605 4 (] 1
IMX20S4HV0750MS .750 .750 1.181 .730 4 (] 1
IMX25S4HV1000MS 1.000 1.000 1.500 .980 4 | @ 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

iIMX-S4HV-S

Square head, 4 flute, Irregular helix, With coolant thru

Q00

DC <12 DC>12

0 0
- 0.020 - 0.030

@ Irregular helix controls vibration and achieves stable machining.
@ Coolant thru for each cutting edge enables a stable coolant supply.

(mm)
Grade
No.of| g
Order Number DC APMX LH DCON Flutes| Type
&
w
IMX10S4HV10010S 10 10 16 9.7 4 (] 1
IMX12S4HV12012S 12 12 19 1.7 4 (] 1
IMX16S4HV16016S 16 16 24 15.5 4 ® 1
IMX20S4HV20020S 20 20 30 19.5 4 ® 1
IMX25S4HV25025S 25 25 37.5 245 4 (] 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1SO13399 > J003

J014 e :USsAStock




IMX-S4HV/iIMX-S4HV-S

Square head, 4 flute, Irregular helix (With/Without coolant thru)

CARBIDE

RECOMMENDED CUTTING CONDITIONS
H Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.

(inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F'errit'ic and Martensitic Stainless Steel,
Material Titanium Alloy n
=2
(]
DC Revolution | Feed Rate |ngpth of Cut|Width of Cut| Revolution | Feed Rate |neny, of cutiwidi of cut| Revolution | Feed Rate Inein of cutwidth of Cut ,_‘.E
(mm)| (inch) [ (min-1) (IPM) ap 20 (min-1) (IPM) &y 2o (min-1) (IPM) ey 2
.3750( 5000 70.0 375 .075 4000 38.4 375 .075 3400 40.8 375 .075 ‘2')
10 | .3937 4800 67.2 .394 .079 3800 36.5 .394 .079 3200 38.4 .394 .079 52
12 | 4724 4000 56.0 472 .094 3200 33.3 AT72 .094 2700 33.5 472 .094 ":',"
.5000( 3700 51.8 .500 .100 3000 31.2 .500 .100 2500 31.0 .500 .100 8
.6250( 3000 46.8 .625 125 2400 28.8 .625 125 2000 28.0 .625 125
16 | .6299| 3000 46.8 .630 126 2400 28.8 .630 126 2000 28.0 .630 126 j
.7500( 2500 39.0 .750 .150 2000 24.0 .750 .150 1700 23.8 .750 .150 <
20 | .7874| 2400 374 .787 157 1900 22.8 .787 157 1600 224 .787 157 @
25 | .9843| 1900 35.7 .984 197 1500 18.0 .984 197 1300 18.2 .984 197
1.0000| 1900 35.7 1.000 .200 1500 18.0 1.000 .200 1300 18.2 1.000 .200 ﬁ
ae o
Depth of Cut ap ﬁ
14
m
Precipitation Hardening Stainless Steel, Heat Resistant Alloy 5
Workpiece Cobalt Chromium Alloy (IJ
Material Inconel718
DC_ [Revolution | Feed Rate |nepin of cutwidth of cut| Revolution | Feed Rate |ngpih of cutwidth of Cut
(mm)| (inch) | (min-1) (IPM) ap ae (min-1) (IPM) - ae J
3750 2500 24.0 .375 .075 1300 8.3 375 .038
10 | .3937| 2400 23.0 .394 .079 1300 8.3 .394 .039 2
12 | 4724 2000 20.8 472 .094 1100 7.9 AT72 .047 EI
5000/ 1900 19.8 .500 .100 990 71 .500 .050 %
.6250( 1500 18.0 .625 125 790 6.3 .625 .063 '-":J
16 | .6299( 1500 18.0 .630 126 790 6.3 .630 .063 5
.7500( 1200 14.4 .750 .150 660 5.3 .750 .075 E
20 | .7874| 1200 14.4 .787 157 630 5.0 .787 .079 IJ_J'
25 | .9843 950 114 .984 197 500 4.1 .984 .098 ﬁ
1.0000 940 11.3 1.000 .200 500 4.0 1.000 .100 g
t<—ae §
Depth of Cut ap <>J<
w

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

Jo15
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EXCHANGEABLE HEAD END MILLS

J016

EXCHANGEABLE HEAD END MILLS

IMX-S4HV/iIMX-S4HV-S

Square head, 4 flute, Irregular helix (With/Without coolant thru)

RECOMMENDED CUTTING CONDITIONS

H Slot Milling (inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F_errit_ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC. Revorl‘ution Feet;ilf Rate Depth of Cut Revorl‘ution Feet‘il fRate Depth of Cut Revorl|ution Feeill fRate Depth of Cut
(mm)| (inch) (min-1) (IPM) e (min-1) (IPM) ap (min-1) (IPM) ae
.3750 3400 21.4 .188 2600 12.5 .188 2500 12.0 .188
10 | .3937 3200 20.5 197 2500 12.0 197 2400 11.5 197
12 | 4724 2700 21.6 .236 2100 13.4 .236 2000 12.8 .236
.5000 2500 20.0 .250 2000 12.8 .250 1900 12.2 .250
.6250 2000 22.4 313 1600 12.8 313 1500 144 313
16 | .6299 2000 22.4 315 1600 12.8 315 1500 14.4 SIS
7500 1700 19.0 375 1300 10.4 375 1200 11.5 375
20 | .7874 1600 17.9 .394 1300 10.4 .394 1200 11.5 .394
25 | .9843 1300 16.1 472 1000 8.0 AT72 950 9.1 472
1.0000 1300 16.1 480 990 7.9 480 940 9.0 480
DC
Depth of Cut W ap
4 DC=Dia.
Precipitation Hardening Stainless Steel, Heat Resistant Alloy
Workpiece Cobalt Chromium Alloy
Material Inconel718
DC. Revorl‘ution Fee(jlf Rate Depth of Cut Revorl‘ution Feet‘il fRate Depth of Cut
(mm)| (inch) | (min-1) (IPM) ap (min-1) (IPM) ap
3750 2000 8.0 .188 1000 3.2 .075
10 | .3937 1900 7.6 197 970 3.1 .079
12 | 4724 1600 9.0 .236 810 3.9 .094
.5000 1500 8.4 .250 760 3.6 .100
.6250 1200 9.6 313 610 4.9 125
16 | .6299 1200 9.6 315 610 4.9 126
.7500 1000 7.9 375 510 4.1 .150
20 | .7874 950 7.6 .394 490 3.9 157
25 | .9843 760 6.1 472 390 3.1 197
1.0000 740 519 480 380 3.0 .200
DC
Depth of Cut W ap
h DC=Dia.

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.



iIMX-S4HV

Square head, 4 flute, Irregular helix, Long cutting edge type

CARBIDE

RECOMMENDED CUTTING CONDITIONS

H Shoulder Milling (inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Watafizes Copper, Copper Alloy Alloy Steel, Alloy Tool Steel Ferritic and Martensitic Stainless Steel,
Matoria Titanium Alloy
LD | DE |Revqution | Feed Ralepeptn of Cutwidth of cut| ReVoHtion | Feed Rate peotn of cutwidth of cut| RevoLtion | Feed Rate pepih of cutwidth of Cut 3
(mm) | (min-1) (IPM) ey a8 (min-1) (IPM) ap e (min-1) (IPM) ey el o
a 16 2000 28.0 1.260 .031 1600 17.9 1.260 .031 1200 14.9 1.260 .031 é
20 1600 224 1.575 .039 1300 14.6 1.575 .039 950 11.8 1.575 .039
6 16 1200 134 1.260 .031 990 8.0 1.260 .031 790 7.6 1.260 .031 ‘2"
20 950 10.6 1.575 .039 800 6.4 1.575 .039 630 6.0 1.575 .039 (:5
ae =2
(@)
Depth of Cut ap x
-l
-
<
Precipitation Hardening Stainless Steel, Heat Resistant Alloy o
Workpiece Cobalt Chromium Alloy
Material Inconel718 [0
5
LD | DE |Revqution|Feed RaleIpeptn of Cutiwidth of Cut| ReVotion | Feed Rate peotn of cutWidth of Cut <
(mm) | (min-1) (IPM) ey a8 (min-1) (IPM) ap as
a 16 1000 11.2 1.260 .031 610 4.9 1.260 .016 s
20 800 9.0 1.575 .039 490 3.9 1.575 .020 E
6 16 610 4.9 1.260 .031 390 2.5 1.260 .016 5
20 490 3.9 1.575 .039 320 2.0 1.575 .020 (IJ
ae
Depth of Cut ap
J

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) L/D will be +1 when using a long cutting edge type head.

Note 4) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

EXCHANGEABLE HEAD END MILLS

Jo17



EXCHANGEABLE HEAD END MILLS

iIMX-S4HV

Square head, 4 flute, Irregular helix, Oversize type head

CARBIDE

RECOMMENDED CUTTING CONDITIONS

" H Shoulder Milling (inch)
% Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
D Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F_errit_ic and Martensitic Stainless Steel,
(e} Material Titanium Alloy
(72}
S LD | PC [Revoution| Feed Rate nepih of cufwidth of Cutf Revaution| Feed Rate Ingpin of cutiwidth of cut Revolution | Feed Rate ingpn of cutwidth of Cut
a (mm) | (min-1) (IPM) &y &3 (min-1) (IPM) e ae (min-1) (IPM) 2B 2e
é 12 4000 56.0 AT72 .047 3200 30.7 AT72 .047 2700 32.4 472 .047
14 3400 47.6 .551 .055 2700 28.1 .551 .055 2300 28.5 .551 .055
‘2" 18 2600 40.6 .709 .071 2100 25.2 .709 .071 1800 25.2 .709 .071
(3_5 3 22 2200 34.3 .866 .087 1700 20.4 .866 .087 1500 21.0 .866 .087
8 28 1700 32.0 1.102 110 1400 16.8 1.102 110 1100 154 1.102 110
(04 30 1600 30.1 1.181 118 1300 15.6 1.181 118 1100 154 1.181 118
32 1500 28.2 1.260 126 1200 14.4 1.260 .126 1000 14.0 1.260 126
j 12 2400 26.9 AT72 .020 1900 156.2 472 .020 1600 15.4 472 .020
g 14 2000 22.4 .551 .024 1600 12.8 .551 .024 1400 13.4 .551 .024
18 1600 19.8 .709 .028 1200 11.5 .709 .028 1100 12.3 .709 .028
5 22 1300 16.1 .866 .035 1000 9.6 .866 .035 860 9.6 .866 .035
ﬁ 28 1000 15.6 1.102 .043 800 7.7 1.102 .043 680 7.6 1.102 .043
& T 950 14.8 1.181 .047 740 71 1.181 .047 630 71 1.181 .047
= 32 890 13.9 1.260 .051 700 6.7 1.260 .051 590 6.6 1.260 .051
o 12 1600 15.4 472 .008 1300 8.3 472 .008 850 6.8 472 .008
E 14 1400 13.4 .551 .012 1100 8.8 .551 .012 730 7.0 .551 .012
= 18 1100 12.3 .709 .016 890 71 .709 .016 570 5.5 .709 .016
% 7 22 860 9.6 .866 .016 730 5.8 .866 .016 460 4.4 .866 .016
o 28 680 8.4 1.102 .024 570 4.6 1.102 .024 360 3.5 1.102 .024
30 630 7.8 1.181 .024 530 4.2 1.181 .024 340 3.3 1.181 .024
32 590 7.3 1.260 .024 500 4.0 1.260 .024 320 3.1 1.260 .024
J ae
Depth of Cut ap

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.
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J018



H Shoulder Milling (inch)
Precipitation Hardening Stainless Steel, Heat Resistant Alloy
Workpiece Cobalt Chromium Alloy
Material Inconel718
LD | PC [Revoution| Feed Rate nepih of cufwidth of cutf Revaution| Feed Rate Ingpin of cutwidth of Cut
(mm) | (min-1) (IPM) &y &3 (min-1) (IPM) e ae
12 2000 19.2 472 .047 810 52 AT72 .035
14 1700 17.7 .551 .055 690 5.0 .551 .043
18 1300 15.6 .709 .071 700 5.6 .709 .055
3 22 1100 13.2 .866 .087 570 4.6 .866 .067
28 850 10.2 1.102 .110 450 3.6 1.102 .083
30 790 9.5 1.181 .118 420 3.4 1.181 .091
32 740 8.9 1.260 126 390 3.1 1.260 .094
12 1300 10.4 472 .020 280 1.3 472 .016
14 1100 8.8 .551 .024 240 1.5 .551 .016
18 890 8.5 .709 .028 320 2.0 .709 .024
5 22 730 7.0 .866 .035 260 1.7 .866 .028
28 570 55 1.102 .043 210 1.3 1.102 .031
30 | 530 51 | 1.181 | .047 190 12 | 1181 | .035
32 500 4.8 1.260 .051 180 1.2 1.260 .039
12 650 4.2 472 .008 - - - -
14 550 44 15 5i .012 - - - -
18 430 3.4 .709 .016 - - - -
7 22 350 2.8 .866 .016 - - - -
28 280 2.2 1.102 .024 - - - -
30 260 2.1 1.181 .024 - - - -
32 240 1.9 1.260 .024 - - - -
ae
Depth of Cut ap

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

CARBIDE
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CARBIDE

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER BALL ROUGHING RADIUS

EXCHANGEABLE HEAD END MILLS

iMX—S3A- Inch Sizes

Square head, 3 flute, For aluminum alloy

Q0

Carbon Steel, Alloy Steel, Cast Iron
(<30HRC)

Tool Steel, Pre-hardened Steel Hardened Seel
(£45HRC)

Hardened Steel
(£55HRC)

Hardened Steel
(>55HRC)

Austenitic
Stainless Steel

Titanium Alloy,
Heat Resistant Alloy

Copper Alloy

Aluminum Alloy

©)

DC<.500"

DC>.500"

0
- .0008"

0
- .0012"

DC

@ High efficiency machining is possible due to the polished rake face and sharp
cutting edge.

[| DCON

I

EB Type1

1

Nl s

— 1 Curved

' Edge

(inch)
Grade
Order Number DC APMX LH DCON Hﬁ't:sf § Type
S
w
IMX10S3A0375P .375 .300 .630 .363 3 ) 1
IMX12S3A0500P .500 .400 .789 488 8 ) 1
IMX16S3A0625P .625 .500 .945 .605 3 ) 1
IMX20S3A0750P .750 .600 1.181 .730 3 ) 1
IMX25S3A1000P 1.000 .800 1.500 .980 3 ) 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

J020 e :USAStock



iIMX-S3A

Square head, 3 flute, For aluminum alloy

Q0

Carbon Steel, Aloy Steel, Cast Iron
(<30HRC)

Tool Steel, Pre-hardened Steel Hardened Seel
(£45HRC)

Hardened Steel
(£55HRC)

Hardened Steel
(>55HRC)

Stainless Steel

Titanium Alloy,
Heat Resistant Alloy

Copper Alloy

Aluminum Alloy

CARBIDE

(©)

DC <12 DC>12

0 0
- 0.020 - 0.030

@ High efficiency machining is possible due to the polished rake face and sharp
cutting edge.

DCON

Oversize Type

Type1

APMXi <

— 1 Curved
' Edge

n
=
(]
<
(14
O
=
I
(O
=2
(o}
o
-l
<
(mm) m
Grade
Order Number DC APMX LH DCON .65 § Type
Flutes| & 14
i oy
IMX10S3A10008 10 8 16 9.7 3 (] 1 IS
IMX10S3A12010 12 10.1 19 9.7 ) (] 2
IMX12S3A12009 12 9.6 19 1.7 3 ® 1 ﬁ
IMX12S3A14011 14 1.7 22.5 1.7 & [} 2 E
IMX16S3A16012 16 12.8 24 155 3 (] 1 <
IMX16S3A18014 18 14.9 27 165 g (] 2 (:E
IMX20S3A20016 20 16 30 19.5 3 (] 1
IMX20S3A22018 22 18.6 & 19.5 3 (] 2
IMX25S3A25020 25 20 37.5 24.5 3 ® 1 J
IMX25S3A28023 28 23.4 41.5 245 8 [ J 2
Note 1) The fastening size of the holder and head should be the same. (refer to J002) 3
|
s
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4
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EXCHANGEABLE HEAD END MILLS

iIMX-S3A

Square head, 3 flute, For aluminum alloy

CARBIDE

RECOMMENDED CUTTING CONDITIONS

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.

g H Shoulder Milling (L/D=3) (inch) H Slot Milling (L/D=3) (inch)
8 Aluminum Alloy Aluminum Alloy
" Workpiece Workpiece
Material Material
(2}
=2
2 DC Revorl.ution Feec‘jl fRate Depth of Cut Width of Cut DC Revorl‘ution Feec.;i,f Rate Depth of Cut
o/  (mm)| (inch) (min-1) (IPM) & 2 (mm)| (inch) (min-1) (IPM) ap
3750 17000 234.6 .300 113 .3750 17000 137.7 .188

2 10 | .3937| 16000 220.8 D19 118 10 | .3937 16000 129.6 197
(ID 12 | 4724 13000 179.4 .378 142 12 | 4724 13000 109.2 .236
8 .5000( 13000 179.4 400 .150 .5000 13000 109.2 .250
x 6250/ 10000 180.0 .500 .188 .6250 10000 111.0 313

16 | .6299 9900 178.2 .504 .189 16 | .6299 9900 109.9 S5
j .7500 8400 173.9 .600 .225 .7500 8400 108.4 375
§ 20 | .7874 8000 165.6 .630 .236 20 | .7874 8000 103.2 .394

25 | .9843 6400 159.4 .787 .295 25 | ,9843 6400 96.0 492

1.0000 6300 156.9 .800 .300 1.0000 6300 94.5 500
o —ae
L DC
& Depth of Cut ap Depth of Cut % % ap
- 4 DC=Dia.
14
E M Plunging (L/D=3) (inch)
% Aluminum Alloy
o Workpiece
Material

J DC Revolution | Feed Rate | pepth of cut | Step Feed

(mm)| (inch) (min-1) (IPM) ap ap2
»n .3750( 10000 39.0 .188 .10
j 10 | .3937 9600 37.4 197 .10
E 12 | 4724 8000 31.2 .236 .10
E .5000 7500 29.3 .250 .10
2 .6250 6000 234 313 .10
% 16 | .6299 6000 234 1D .10
w .7500 5000 19.5 .375 .10
2 20 | .7874 4800 18.7 .394 .10
'i'_.,J 25 | .9843 3800 14.8 492 .10
<z£ 1.0000 3800 14.8 .500 .10
: =
ﬁ Depth of Cut : i |ap

el

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) The use of water-soluble coolant is effective.

J022



iIMX-S3A

Square head, 3 flute, For aluminum alloy, Oversize type head

RECOMMENDED CUTTING CONDITIONS

CARBIDE

H Shoulder Milling (inch)
Aluminum Alloy
Workpiece
Material
LD bc Revolution | Feed Rate | pepth of Cut | Width of Cut 3
(mm) | (inch) (min-1) (IPM) ap ae o
12 | 4720 13000 181.1 378 .094 é
14 | .5510 11000 153.5 441 110
3 18 | .7090 8800 157.5 567 142 ‘2"
22 | .8660 7200 149.6 .693 173 5
28 (1.1020 5700 141.7 .882 .220 8
12 | 4720 8000 86.6 378 .039 o
14 | .5510 6800 70.9 441 .043
5 18 | .7090 5300 74.8 .567 .055 j
22 | .8660 4300 70.9 .693 .071 g
28 (1.1020 3400 66.9 .882 .087
12 | 4720 5300 51.2 378 .020
14 | 5510| 4500 433 441 024 o
7 | 18 | .7090 3500 47.2 567 .028 %
22 | .8660 2900 39.4 .693 .035 ~
28 (1.1020 2300 394 .882 .043 o
ae 1]
TH
Depth of Cut ap 5
I
(&)
Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) The use of water-soluble coolant is effective. J

EXCHANGEABLE HEAD END MILLS

J023



CARBIDE

SQUARE

EXCHANGEABLE HEAD END """—LS. CHAMFER TAPER BALL ROUGHING

EXCHANGEABLE HEAD END MILLS

iMX—C4HV— Inch Sizes

Corner radius head, 4 flute, Irregular helix

42°
45°

&

Carbon ?te(egAg(a 2&2 ;)ast Iron ToolStee\,(lﬂﬁha‘rldge:qsgﬁ:a{genedSlee\ Ha(rgzréle:dR%t)eel Ha(rgggac'ia gt)eel st Austenitic ﬁtanium Alloy, Copper Alloy Aluminum Alloy
< < ainless Steel |Heat Resistant Alloy
©) O ©) ©) O
=
g
el - Type1
LH ' Edge
+.0008"
DC<.500" | DC>.500"
0 0
- .0008" - .0012"
@ Irregular helix controls vibration and achieves stable machining.
(inch)
Grade
Order Number DC RE APMX LH DCON [N & IType
o
w
IMX10C4HV0375R015M 375 .015 375 .630 .363 4 [ 1
IMX10C4HV0375R030M 375 .030 375 .630 .363 4 [ ] 1
IMX10C4HV0375R060M 375 .060 375 .630 .363 4 [ ] 1
IMX12C4HV0500R015M .500 .015 .500 .789 488 4 [ ] 1
IMX12C4HV0500R030M .500 .030 .500 .789 488 4 [ ] 1
IMX12C4HV0500R060M .500 .060 .500 .789 488 4 [ 1
IMX16C4HV0625R015M .625 .015 .625 .945 .605 4 [ 1
IMX16C4HV0625R030M .625 .030 .625 .945 .605 4 ([ ] 1
IMX16C4HV0625R060M .625 .060 .625 .945 .605 4 [ ] 1
IMX20C4HV0750R030M .750 .030 .750 1.181 .730 4 [ ] 1
IMX20C4HV0750R060M .750 .060 .750 1.181 .730 4 [ ] 1
IMX20C4HV0750R125M .750 125 .750 1.181 .730 4 [ ] 1
IMX20C4HV0750R190M .750 .190 .750 1.181 .730 4 [ 1
IMX20C4HV0750R250M .750 .250 .750 1.181 .730 4 ([ ] 1
IMX25C4HV1000R030M 1.000 .030 1.000 1.500 .980 4 ([ ] 1
IMX25C4HV1000R060M 1.000 .060 1.000 1.500 .980 4 ([ ] 1
IMX25C4HV1000R125M 1.000 125 1.000 1.500 .980 4 ([ ] 1
IMX25C4HV1000R190M 1.000 .190 1.000 1.500 .980 4 [ ] 1
IMX25C4HV1000R250M 1.000 .250 1.000 1.500 .980 4 [ 1

J024 e :USsAStock

Note 1) The fastening size of the holder and head should be the same. (refer to J002)



iMX-C4HV

Corner radius head, 4 flute, Irregular helix

42°
45°

Carbon Steel, Alloy Steel, Cast Iron | Too S, refartened See HartenedSeel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, Conper Allo Aluminum Allo CARBIDE
(<30HRC) (£45HRC) (£55HRC) (>55HRC) Stainless Steel _|Heat Resistant Alloy pp v Y
© O ©) © @)
=
o
a T}
%
8| - Typel 5
(¢}
APMX ; *
RE M} Curved
LH ' Edge

DC

‘ j ’DCON

+0.020 2
‘ T
EZ)C <12 I:())C>12 o <LM:: \ ﬂ_ﬁ—ged g
- 0.020 - 0.030 Oversize Type _Edge 8
@ Irregular helix controls vibration and achieves stable machining.
-
(mm) g
Grade
Order Number DC RE APMX LH DCON [N & |Type o
~
- oy
IMX10C4HV100R03010 10 0.3 10 16 9.7 4 ® 1 IS
IMX10C4HV100R05010 10 0.5 10 16 9.7 4 ® 1
IMX10C4HV100R10010 10 1 10 16 9.7 4 ® 1 ﬁ
IMX10C4HV100R15010 10 1.5 10 16 9.7 4 [ ) 1 E
IMX10C4HV100R20010 10 2 10 16 9.7 4 ® 1 <
IMX10C4HV100R25010 10 2.5 10 16 9.7 4 ® 1 (I)
IMX10C4HV100R30010 10 3 10 16 9.7 4 ® 1
IMX10C4HV110R05011 11 0.5 11.5 18 9.7 4 ® 2
IMX10C4HV110R10011 11 1 1.5 18 9.7 4 ® 2 J
IMX10C4HV120R03012 12 0.3 12.5 19 9.7 4 ® 2
IMX10C4HV120R05012 12 0.5 12.5 19 9.7 4 [ 2 »
IMX10C4HV120R10012 12 1 12.5 19 9.7 4 [ ) 2 j
IMX10C4HV120R20012 12 2 12.5 19 9.7 4 ® 2 E
IMX12C4HV120R03012 12 0.3 12 19 1.7 4 ® 1 E
IMX12C4HV120R05012 12 0.5 12 19 1.7 4 ® 1 9:
IMX12C4HV120R10012 12 1 12 19 1.7 4 ® 1 %
IMX12C4HV120R15012 12 1.5 12 19 1.7 4 ® 1 w
IMX12C4HV120R20012 12 2 12 19 1.7 4 [ ) 1 2
IMX12C4HV120R25012 12 2.5 12 19 11.7 4 ° 1 '("_-,J
IMX12C4HV120R30012 12 3 12 19 1.7 4 ® 1 <z£
IMX12C4HV120R40012 12 4 12 19 1.7 4 ® 1 3
IMX12C4HV130R05013 13 0.5 185 21.5 1.7 4 ® 2 o
IMX12C4HV130R10013 13 1 13.5 21.5 1.7 4 ® 2
IMX12C4HV140R03014 14 0.3 14.5 22.5 1.7 4 [ ) 2
IMX12C4HV140R05014 14 0.5 14.5 225 1.7 4 [ 2
IMX12C4HV140R10014 14 1 14.5 225 11.7 4 ® 2
IMX12C4HV140R20014 14 2 14.5 22.5 1.7 4 ® 2

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

1S013399 >Joo3 J025




SQUARE

EXCHANGEABLE HEAD END """-LS. CHAMFER TAPER BALL ROUGHING

EXCHANGEABLE HEAD END MILLS

iMX-C4HV

Corner radius head, 4 flute, Irregular helix

Grade

(mm)

Order Number DC RE APMX LH DCON |} 8 |Type
o
w
IMX16C4HV160R03016 16 03 16 24 15.5 4 | e | 1
IMX16C4HV160R05016 16 05 16 24 15.5 4| @ | 1
IMX16C4HV160R10016 16 1 16 24 15.5 4 @ | 1
IMX16C4HV160R15016 16 15 16 24 15.5 4| o | 1
IMX16C4HV160R20016 16 2 16 24 15.5 4| @ | 1
IMX16C4HV160R25016 16 25 16 24 15.5 4| o | 1
IMX16C4HV160R30016 16 3 16 24 15.5 4| @ | 1
IMX16C4HV160R40016 16 4 16 24 15.5 4| | 1
IMX16C4HV160R50016 16 5 16 24 15.5 4 @ | 1
IMX16C4HV170R05017 17 05 17 26 15.5 4 e 2
IMX16C4HV170R10017 17 1 17 26 15.5 4 e 2
IMX16C4HV180R03018 18 03 18 27 15.5 4| e 2
IMX16C4HV180R05018 18 05 18.5 27 15.5 4| e 2
IMX16C4HV180R10018 18 1 18.5 27 15.5 4| o] 2
IMX16C4HV180R20018 18 2 18.5 27 15.5 4| o] 2
IMX16C4HV180R30018 18 3 18.5 27 15.5 4 e 2
IMX20C4HV200R03020 20 03 20 30 19.5 4| @ | 1
IMX20C4HV200R05020 20 05 20 30 19.5 4| o | 1
IMX20C4HV200R10020 20 1 20 30 19.5 4| o | 1
IMX20C4HV200R15020 20 15 20 30 19.5 4| o | 1
IMX20C4HV200R20020 20 2 20 30 19.5 4| | 1
IMX20C4HV200R25020 20 25 20 30 19.5 4| | 1
IMX20C4HV200R30020 20 3 20 30 19.5 4| | 1
IMX20C4HV200R40020 20 4 20 30 19.5 4 @ | 1
IMX20C4HV200R50020 20 5 20 30 19.5 4| o | 1
IMX20C4HV200R60020 20 6 20 30 19.5 4| o | 1
IMX20C4HV200R63520 20 6.35 20 30 19.5 4| | 1
IMX20C4HV220R05023 22 05 23 33 19.5 4| o] 2
IMX20C4HV220R10023 22 1 23 33 19.5 4| e 2
IMX20C4HV220R20023 22 2 23 33 19.5 4 e 2
IMX20C4HV220R30023 22 3 23 33 19.5 4| e 2
IMX25C4HV250R10025 25 1 25 375 24.5 4| | 1
IMX25C4HV250R20025 25 2 25 375 24.5 4| | 1
IMX25C4HV250R30025 25 3 25 375 245 4| | 1
IMX25C4HV250R40025 25 4 25 375 245 4| | 1
IMX25C4HV250R50025 25 5 25 375 245 4 | 1
IMX25C4HV250R60025 25 6 25 375 24.5 4 o | 1
IMX25C4HV250R63525 25 6.35 25 375 245 4 o | 1
IMX25C4HV280R10029 28 1 29 415 24.5 4| @] 2
IMX25C4HV280R30029 28 3 29 415 245 4| @] 2

J026 @ :USA Stock

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
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CARBIDE

w
14
<
2
g
(7}
l Long Cutting Edge Type (mm)
Grade
No.of| g
Order Number DC RE APMX LH DCON Fiutes| © Type
o
w
IMX16C4HV160R10032 16 1 32 40 15.5 4 ( 3 g
IMX16C4HV160R30032 16 3 32 40 185 4 ® 3 (:I_g
IMX20C4HV200R10040 20 1 40 50 19.5 4 (] 3 =
IMX20C4HV200R30040 20 3 40 50 19.5 4 [ ) 3 8
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
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CARBIDE

SQUARE

EXCHANGEABLE HEAD END """-'-S. CHAMFER TAPER BALL ROUGHING

EXCHANGEABLE HEAD END MILLS

iMX-C4HV-S = Inch Sizes

Corner radius head, 4 flute, Irregular helix, With coolant thru

42°
45°

O G

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c Al A Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy| ~CPPErA10Y uminum Afloy
© O ©) ©) O
4
[]
(8]
[=]
S NV oy 1 Type1
o APMX N s
1 Curved
LH ' Edge
‘5) +.0008"
‘ DC<.500" | DC>.500"
N
- .0008" - .0012"
@ Irregular helix controls vibration and achieves stable machining.
@ Coolant thru for each cutting edge enables a stable coolant supply.
(inch)
Grade
No.of[ g
Order Number DC RE APMX LH DCON Fiutes| & Type
o
w
IMX10C4HV0375R030MS 375 .030 375 .630 .363 4 [ ] 1
IMX12C4HV0500R030MS .500 .030 .500 .789 488 4 (] 1
IMX16C4HV0625R030MS .625 .030 .625 .945 .605 4 (] 1
IMX20C4HV0750R030MS .750 .030 .750 1.181 .730 4 (] 1
IMX25C4HV1000R030MS 1.000 .030 1.000 1.500 .980 4 | @ 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

J028 @ :USsA Sstock



iMX-C4HV-S

Corner radius head, 4 flute, Irregular helix, With coolant thru

Q:0

ExXCHANGEABLE HEAD END M,LLS. CHAMFER TAPER  BALL ROUGHING

| ey ey | et | et |uomtmsamanley] Comeeraley | mummmaioy e
©) O ©) ©) O
L
x
8 Tyt S
]
‘ (7]
' Edge
+0.020
DC<12 | DC>12
0 0
- 0.020 - 0.030
@ Coolant thru for each cutting edge enables a stable coolant supply.
@ Irregular helix controls vibration and achieves stable machining.
(mm)
Grade
Order Number DC RE APMX LH DCON  [F0% & |Type
o
w
IMX10C4HV100R03010S 10 0.3 10 16 9.7 4 ® 1
IMX10C4HV100R05010S 10 0.5 10 16 9.7 4 ® 1
IMX10C4HV100R10010S 10 1 10 16 9.7 4 ® 1
IMX10C4HV100R15010S 10 1.5 10 16 9.7 4 ® 1
IMX10C4HV100R20010S 10 2 10 16 9.7 4 [ 1
IMX10C4HV100R30010S 10 3 10 16 9.7 4 ® 1
IMX12C4HV120R03012S 12 0.3 12 19 1.7 4 ® 1
IMX12C4HV120R05012S 12 0.5 12 19 1.7 4 ® 1
IMX12C4HV120R10012S 12 1 12 19 1.7 4 ® 1
IMX12C4HV120R15012S 12 1.5 12 19 11.7 4 ® 1
IMX12C4HV120R20012S 12 2 12 19 1.7 4 [ 1
IMX12C4HV120R30012S 12 3 12 19 11.7 4 () 1
IMX12C4HV120R40012S 12 4 12 19 1.7 4 ® 1
IMX16C4HV160R05016S 16 0.5 16 24 185 4 ® 1
IMX16C4HV160R10016S 16 1 16 24 15.5 4 ® 1
IMX16C4HV160R15016S 16 1.5 16 24 15.5 4 ® 1
IMX16C4HV160R20016S 16 2 16 24 15.5 4 ° 1
IMX16C4HV160R30016S 16 B 16 24 165 4 ® 1
IMX16C4HV160R40016S 16 4 16 24 15.5 4 [ @ | 1
IMX20C4HV200R05020S 20 0.5 20 30 19.5 4 ® 1
IMX20C4HV200R10020S 20 1 20 30 19.5 4 ® 1
IMX20C4HV200R15020S 20 1.5 20 30 19.5 4 ® 1
IMX20C4HV200R20020S 20 2 20 30 19.5 4 ® 1
IMX20C4HV200R30020S 20 5 20 30 19.5 4 [ ) 1
IMX20C4HV200R40020S 20 4 20 30 19.5 4 [ 1
IMX20C4HV200R60020S 20 6 20 30 19.5 4 [ @ | 1
IMX20C4HV200R63520S 20 6.35 20 30 19.5 4 ® 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1S013399 >Joo3 J029



EXCHANGEABLE HEAD END MILLS

iMX-C4HV-S

Corner radius head, 4 flute, Irregular helix, With coolant thru

(mm)

Grade
Order Number DC RE APMX LH DCON [} & |Type
o
w
'&J IMX25C4HV250R10025S 25 1 25 37.5 24.5 4 (] 1
g IMX25C4HV250R15025S 25 1.5 25 37.5 24.5 4 (] 1
8 IMX25C4HV250R20025S 25 2 25 37.5 24.5 4 (] 1
IMX25C4HV250R30025S 25 B 25 37.5 245 4 (] 1
IMX25C4HV250R40025S 25 4 25 375 24.5 4 (] 1
IMX25C4HV250R60025S 25 6 25 37.5 24.5 4 (] 1
IMX25C4HV250R63525S 25 6.35 25 37.5 24.5 4 (] 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
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iIMX-C4HV/iMX-C4HV-S

Corner radius head, 4 flute, Irregular helix (With/Without coolant thru)

CARBIDE

RECOMMENDED CUTTING CONDITIONS
H Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length. I&J
(inch)y <
2
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel, g
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F'errit'ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC_ [Revolution | Feed Rate |nepin of cutwidth of cut| Revolution | Feed Rate |ngpih of cutwidth of cut| Revolution | Feed Rate |neyiy of cutwidth of Cut
(mm)| (inch) [ (min-1) (IPM) ap ac (min-1) (IPM) &y 2 (min-1) (IPM) ey 2
.3750| 5000 70.0 375 .075 4000 38.4 375 .075 3400 40.8 375 .075 (2')
10 | .3937| 4800 67.2 .394 .079 3800 36.5 .394 .079 3200 38.4 394 .079 T
12 | 4724 4000 56.0 AT72 .094 3200 33.3 AT72 .094 2700 33.5 472 .094 ":',"
50001 3700 51.8 .500 .100 3000 31.2 .500 .100 2500 31.0 .500 .100 8
.6250| 3000 46.8 .625 125 2400 28.8 .625 125 2000 28.0 .625 125
16 | .6299| 3000 46.8 .630 .126 2400 28.8 .630 .126 2000 28.0 .630 126 j
.7500| 2500 39.0 .750 .150 2000 24.0 .750 .150 1700 23.8 .750 .150 <
20 | .7874| 2400 374 .787 157 1900 22.8 .787 157 1600 22.4 787 157 @
25 | .9843| 1900 35.7 .984 197 1500 18.0 .984 197 1300 18.2 .984 197
1.0000f 1900 35.7 1.000 .200 1500 18.0 1.000 .200 1300 18.2 1.000 .200 ﬁ
ae o
Depth of Cut ap ﬁ
14
m
Precipitation Hardening Stainless Steel, Heat Resistant Alloy 5
Workpiece Cobalt Chromium Alloy (IJ
Material Inconel718
DC_[Revolution | Feed Rate |nepin of cutwidth of cut| Revolution | Feed Rate |ngpih of cutjidth of Cut
(mm)| (inch) | (min-1) (IPM) ap ae (min-1) (IPM) - ae J
3750 2500 24.0 375 .075 1300 8.3 375 .038
10 | .3937| 2400 23.0 .394 .079 1300 8.3 .394 .039 3
12 | 4724 2000 20.8 AT72 .094 1100 7.9 AT72 .047 EI
.5000( 1900 19.8 .500 .100 990 71 .500 .050 %
6250/ 1500 18.0 .625 125 790 6.3 .625 .063 'g
16 | .6299| 1500 18.0 .630 .126 790 6.3 .630 .063 ﬁ
71500 1200 14.4 .750 .150 660 5.3 .750 .075 E
20 | .7874 1200 14.4 787 157 630 5.0 .787 .079 IJ-J'
25 | ,9843 950 1.4 .984 197 500 4.1 .984 .098 ﬁ
1.0000 940 11.3 1.000 .200 500 4.0 1.000 .100 g
<—ae ;
Depth of Cut ap <>J<
w

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.
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EXCHANGEABLE HEAD END MILLS

J032

EXCHANGEABLE HEAD END MILLS

iIMX-C4HV/iMX-C4HV-S

Corner radius head, 4 flute, Irregular helix (With/Without coolant thru)

RECOMMENDED CUTTING CONDITIONS

H Slot Milling (inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F_errit_ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC. Revorl‘ution Feet;ilf Rate Depth of Cut Revorl‘ution Feet‘il fRate Depth of Cut Revorl|ution Feeill fRate Depth of Cut
(mm)| (inch) (min-1) (IPM) e (min-1) (IPM) ap (min-1) (IPM) ae
.3750 3400 21.4 .188 2600 12.5 .188 2500 12.0 .188
10 | .3937 3200 20.5 197 2500 12.0 197 2400 11.5 197
12 | 4724 2700 21.6 .236 2100 13.4 .236 2000 12.8 .236
.5000 2500 20.0 .250 2000 12.8 .250 1900 12.2 .250
.6250 2000 22.4 313 1600 12.8 313 1500 144 313
16 | .6299 2000 22.4 315 1600 12.8 315 1500 14.4 SIS
7500 1700 19.0 375 1300 10.4 375 1200 11.5 375
20 | .7874 1600 17.9 .394 1300 10.4 .394 1200 11.5 .394
25 | .9843 1300 16.1 472 1000 8.0 AT72 950 9.1 472
1.0000 1300 16.1 480 990 7.9 480 940 9.0 480
DC
Depth of Cut W ap
4 DC=Dia.
Precipitation Hardening Stainless Steel, Heat Resistant Alloy
Workpiece Cobalt Chromium Alloy
Material Inconel718
DC. Revorl‘ution Fee(jlf Rate Depth of Cut Revorl‘ution Feet‘il fRate Depth of Cut
(mm)| (inch) | (min-1) (IPM) ap (min-1) (IPM) ap
3750 2000 8.0 .188 1000 3.2 .075
10 | .3937 1900 7.6 197 970 3.1 .079
12 | 4724 1600 9.0 .236 810 3.9 .094
.5000 1500 8.4 .250 760 3.6 .100
.6250 1200 9.6 313 610 4.9 125
16 | .6299 1200 9.6 315 610 4.9 126
.7500 1000 7.9 375 510 4.1 .150
20 | .7874 950 7.6 .394 490 3.9 157
25 | .9843 760 6.1 472 390 3.1 197
1.0000 740 519 480 380 3.0 .200
DC
Depth of Cut W ap
h DC=Dia.

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.



iMX-C4HV

Corner radius head, 4 flute, Irregular helix, Long cutting edge type

CARBIDE

RECOMMENDED CUTTING CONDITIONS

H Shoulder Milling (inch)
L
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel, %
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel Ferritic and Martensitic Stainless Steel, D
Material Titanium Alloy g
LD | DE |Revqution | Feed Ralepeptn of Cutwidth of cut| ReVoHtion | Feed Rate peotn of cutwidth of cut| RevoLtion | Feed Rate pepih of cutwidth of Cut
(mm) | (min-1) (IPM) ey a8 (min-1) (IPM) ap e (min-1) (IPM) ey el
a 16 2000 28.0 1.260 .031 1600 17.9 1.260 .031 1200 14.9 1.260 .031
20 1600 224 1.575 .039 1300 14.6 1.575 .039 950 11.8 1.575 .039
6 16 1200 134 1.260 .031 990 8.0 1.260 .031 790 7.6 1.260 .031 ‘2"
20 950 10.6 1.575 .039 800 6.4 1.575 .039 630 6.0 1.575 .039 (:5
ae =2
(@)
Depth of Cut ap x
-l
-
<
Precipitation Hardening Stainless Steel, Heat Resistant Alloy o
Workpiece Cobalt Chromium Alloy
Material Inconel718 [0
5
LD | DE |Revqution|Feed RaleIpeptn of Cutiwidth of Cut| ReVotion | Feed Rate peotn of cutWidth of Cut <
(mm) | (min-1) (IPM) ey a8 (min-1) (IPM) ap as
a 16 1000 11.2 1.260 .031 610 4.9 1.260 .016 s
20 800 9.0 1.575 .039 490 3.9 1.575 .020 E
6 16 610 4.9 1.260 .031 390 2.5 1.260 .016 5
20 490 3.9 1.575 .039 320 2.0 1.575 .020 (IJ
ae
Depth of Cut ap
J

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) L/D will be +1 when using a long cutting edge type head.

Note 4) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

EXCHANGEABLE HEAD END MILLS

J033



EXCHANGEABLE HEAD END MILLS

iMX-C4HV

Corner radius head, 4 flute, Irregular helix, Oversize type head

RECOMMENDED CUTTING CONDITIONS

" H Shoulder Milling (inch)
% Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
8 Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel _II:__errit_ic and Martensitic Stainless Steel,
7 Material itanium Alloy
LD | PC [Revoution| Feed Rate nepih of cufwidth of cutf Revaution| Feed Rate Ingpin of cutiwidth of cutf Revalution | Feed Rate ingpn of cutwidth of Cut
(mm) | (min-1) (IPM) &y &3 (min-1) (IPM) e ae (min-1) (IPM) 2B 2e
11 4300 60.2 433 .043 3500 33.6 433 .043 2900 34.8 433 .043
12 4000 56.0 AT72 .047 3200 30.7 AT72 .047 2700 32.4 472 .047
‘2" 13 3700 51.8 512 .051 2900 30.2 512 .051 2500 31.0 512 .051
(3_5 3 14 3400 47.6 .551 .055 2700 28.1 .551 .055 2300 28.5 .551 .055
8 17 2800 43.7 .669 .067 2300 27.6 .669 .067 1900 23.6 .669 .067
(04 18 2600 40.6 .709 .071 2100 25.2 .709 .071 1800 25.2 .709 .071
22 2200 34.3 .866 .087 1700 20.4 .866 .087 1500 21.0 .866 .087
j 28 1700 32.0 1.102 1110 1400 16.8 1.102 110 1100 15.4 1.102 110
g 11 2600 291 433 .016 2000 16.0 433 .016 1700 16.3 433 .016
12 2400 26.9 AT72 .020 1900 15.2 472 .020 1600 15.4 472 .020
13 2200 24.6 512 .020 1700 13.6 512 .020 1500 14.4 512 .020
ﬁ 5 14 2000 22.4 .551 .024 1600 12.8 .551 .024 1400 13.4 .551 .024
& 17 1700 211 .669 .028 1300 12.5 .669 .028 1100 12.3 .669 .028
= 18 1600 19.8 .709 .028 1200 11.5 .709 .028 1100 12.3 .709 .028
o 22 1300 16.1 .866 .035 1000 9.6 .866 .035 860 9.6 .866 .035
E 28 1000 15.6 1.102 .043 800 7.7 1.102 .043 680 7.6 1.102 .043
= 11 1700 16.3 433 .008 1500 9.6 433 .008 930 7.4 433 .008
% 12 1600 15.4 AT2 .008 1300 8.3 472 .008 850 6.8 472 .008
= 13 1500 14.4 512 .012 1200 9.6 512 .012 780 7.5 512 .012
- 14 1400 13.4 .551 .012 1100 8.8 .551 .012 730 7.0 .551 .012
17 1100 12.3 .669 .012 940 7.5 .669 .012 600 5.8 .669 .012
J 18 1100 12.3 .709 .016 890 71 .709 .016 570 6.5 .709 .016
22 860 9.6 .866 .016 730 5.8 .866 .016 460 4.4 .866 .016
28 680 8.4 1.102 .024 570 4.6 1.102 .024 360 3.5 1.102 .024
ae
Depth of Cut ap

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.
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CARBIDE

H Shoulder Milling (inch) "
Precipitation Hardening Stainless Steel, Heat Resistant Alloy %
Workpiece Cobalt Chromium Alloy 8
Material Inconel718 (7]
LD | PC [Revoution| Feed Rate nepih of cutwidth of cutf Revaution| Feed Rate Ingpin of cutwitn of Cut
(mm) | (min-1) (IPM) &y &3 (min-1) (IPM) e ae
11 2200 211 433 .043 880 5.6 433 .032
12 2000 19.2 472 .047 810 52 AT72 .035
13 1800 18.7 512 .051 750 54 512 .039 ‘2"
3 14 1700 17.7 .551 .055 690 5.0 .551 .043 (ED
17 1400 14.6 .669 .067 740 5.3 .669 .051 8
18 1300 15.6 .709 .071 700 5.6 .709 .055 o
22 1100 13.2 .866 .087 570 4.6 .866 .067
28 850 10.2 1.102 .110 450 3.6 1.102 .083 j
11 1500 12.0 433 .016 310 1.5 433 .012 g
12 1300 10.4 472 .020 280 1.3 472 .016
13 1200 9.6 512 .020 260 1.7 512 .016
5 14 1100 8.8 .551 .024 240 1.5 .551 .016 ﬁ
17 940 9.0 .669 .028 340 2.2 .669 .020 &
18 890 8.5 .709 .028 320 2.0 .709 .024 =
22 730 7.0 .866 .035 260 1.7 .866 .028 o
28 570 5.5 1.102 .043 210 1.3 1.102 .031 H_J
11 710 4.5 433 .008 - - - - =
12 650 4.2 472 .008 - - - — §
13 | 600 48 512 | 012 - - - - =
7 14 550 4.4 .551 .012 - - — —
17 460 3.7 .669 .012 - - - -
18 430 34 .709 .016 - - - - J
22 350 2.8 .866 .016 - - - -
28 280 2.2 1.102 .024 - - - -
ae
Depth of Cut ap

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

EXCHANGEABLE HEAD END MILLS
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CARBIDE

SQUARE

EXCHANGEABLE HEAD END """-'-S. CHAMFER TAPER BALL ROUGHING

EXCHANGEABLE HEAD END MILLS

iIMX-C6HV-C

NEW

Corner radius head, 6 flute, Irregular helix, with coolant thru

36°
40°

Carbon Steel, Alloy Steel, Cast Iron | Too Seel, PreHardened Stel Herdned Steel - Hardened Steel Hardened Steel Austenitic Titanium Alloy, .
(<30HRC) (245HRC) (<55HRC) (>55HRC) Stainless Steel | Heat Resistant Alloy|  CoPPerAlloy | Aluminum Alloy
(©) @) ©) ©
8 Type1
RE M} Curved
Edge
RE<3
+0.020
DC=10 [12<DC<16|20<DC<25
0 0 0
- 0.030 - 0.040 - 0.050
@ Chatter and vibration are suppressed and stable machining is enabled by using irregular helix flutes.
@ Equipped with center through coolant thru to improve chip evacuation. (mm)
Grade
Order Numb DC RE APMX LH pcon [Noff g |y
rder Number Flutes E ype
w
IMX10C6HV100R05010C 10 0.5 10 16 9.7 6 [ ] 1
IMX10C6HV100R10010C 10 1 10 16 9.7 6 [} 1
IMX12C6HV120R05012C 12 0.5 12 19 1.7 6 (] 1
IMX12C6HV120R10012C 12 1 12 19 1.7 6 () 1
IMX16C6HV160R10016C 16 1 16 24 15.5 6 [ ] 1
IMX16C6HV160R30016C 16 3 16 24 15.5 6 * 1
IMX20C6HV200R10020C 20 1 20 30 19.5 6 * 1
IMX20C6HV200R30020C 20 3 20 30 19.5 6 [ J 1
IMX25C6HV250R10025C 25 1 25 37.5 24.5 6 (] 1
IMX25C6HV250R30025C 25 3 25 37.5 245 6 * 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1S013399 > J003
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CARBIDE

RECOMMENDED CUTTING CONDITIONS
l Shoulder milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length. I&J
(inch) <
2
Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel, Precipitation Hardening Stainless Steel, g
Workpi Alloy Steel, Alloy Tool Steel Ferritic and Martensitic Stainless Steel Cobalt Chromium Alloys, Titanium Alloys »
piece
Material
DC Revolution | Feed Rate Depth of Cut/Width of Cut Revolution | Feed Rate Depth of Cut/Width of Cut Revolution | Feed Rate Debth of Cut/Width of Cut
. & vf p i vf pth of Cut|Width of Cu i % epth of Cut|Width of Cu
(mm)| (inch) [ (min-1) (IPM) a0 oS (min-1) (IPM) o ac (min-1) (IPM) & 2s
10 .394| 6400 106.3 .394 .039 4800 78.7 .394 .039 3200 51.2 .394 .039 0]
12 |.472| 5300 106.3 472 .047 4000 78.7 472 .047 2700 55.1 472 .047 %
16 |.630| 4000 82.7 .630 .063 3000 63.0 .630 .063 2000 43.3 .630 .063 f.:.")
20 |.787| 3200 74.8 787 .079 2400 55.1 787 .079 1600 39.4 787 .079 8
25 (.984| 2500 59.1 .984 .098 1900 43.3 .984 .098 1300 31.5 .984 .098
ae —'
Depth of Cut ap EI
(01
.|
Heat Resistant Alloys ﬁ
Workpiece &
Material Inconel718 =
DC Revolution | Feed Rate |neni of cut|width of Cut ﬁ
: n vf LL
(mm)| (inch) | (min-1) (IPM) ap ae =
10 |.394( 1300 10.2 .394 .020 §
12 | .472| 1100 9.1 AT72 .024 (&)
16 .630 800 71 .630 .031
20 |.787 640 59 .787 .039
25 |.984 510 4.7 .984 .051 J
ae
Depth of Cut ap

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

EXCHANGEABLE HEAD END MILLS

® : USA Stock J037



SQUARE

EXCHANGEABLE HEAD END """-'-S. CHAMFER TAPER BALL ROUGHING

EXCHANGEABLE HEAD END MILLS

IMX-C6HV/C10HV/C12HV - inch sizes

Corner radius head, Multi-flute, Irregular helix

435
45°

° 45°
45°

P %

DC<.500"  DC>.500" DC<.500" DC>.500"
Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, Canar Alls A Als
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat Resistant Alloy PP Y Y
© O ©) (©)
4
o
(8]
o
8 T [Lo Typed
APMX
RE
LH
4
o
o
[=]
g - B E» Type2
+.0008" —
DC<.500" | DC>.500" APMX
0 0 RE
- .0008" - .0012" LH
@ Irregular helix controls vibration and achieves stable machining.
@ High machining efficiency due to multi-flute design.
(inch)
Grade
Order Number DC RE APMX LH DCON [N & [Type
o
w
IMX10C6HV0375R030M 375 .030 .395 .630 .363 6| ® 1
IMX12C6HV0500R030M .500 .030 .520 .789 488 6| @ 1
IMX16C10HV0625R030M .625 .030 645 945 .605 10| @ 2
IMX20C12HV0750R030M .750 .030 .800 1.181 .730 12| @ 2
IMX25C12HV1000R030M 1.000 .030 1.050 1.500 .980 12| @ 2

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

J038 @ :UsAstock



iIMX-C6HV/C10HV/C12HV

Corner radius head, Multi-flute, Irregular helix

43.
45°

5° 45°
45°

&

DC <12 DC>12 DC<12  DC>12
Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c All Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy| ~°PPErA10Y uminum Afloy
©) O © ©)
3
a
e Q N - - [ Typel
—1 Curved
LH ‘ ' Edge
3
a
N
£0.020 N |1
DC<12 | DC>12 APMX /\\ i
0 0 RE — "ICurved
- 0.020 - 0.030 LH 'Edge
@ Irregular helix controls vibration and achieves stable machining.
@ High machining efficiency due to multi-flute design.
(mm)
Grade
No.of| g
Order Number DC RE APMX LH DCON Fiutes| & Type
o
w
IMX10C6HV100R05010 10 0.5 10 16 9.7 6| @ 1
IMX10C6HV100R10010 10 1 10 16 9.7 6| @ 1
IMX12C6HV120R10012 12 1 12 19 1.7 6| @ 1
IMX16C10HV160R10016 16 1 16 24 199 10| @ 2
IMX20C12HV200R10020 20 1 20 30 19.5 12| @ 2
IMX25C12HV250R10025 25 1 25 37.5 24.5 12| @ 2
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1SO13399
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EXCHANGEABLE HEAD END MILLS

iMX-C6HV/C10HV/C12HV

Corner radius head, Multi-flute, Irregular helix

RECOMMENDED CUTTING CONDITIONS
l Shoulder Milling (L/D=3)

% Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.
< (inch)
a
(77) Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel, Precipitation Hardening Stainless Steel,
Workpiece Alloy Steel, Alloy Tool Steel Ferritic and Martensitic Stainless Steel, Cobalt Chromium Alloy
Matgrial Titanium Alloy
bC Revorllution Fee%fRate Depth of Cut|Width of Cut Revorllution Feec‘i,fRate Depth of Cut|Width of Cut RevorI‘ution Feec‘llfRate Depth of Cut|Width of Cut
(mm)| (inch) [ (min-1) (IPM) ap <0 (min-1) (IPM) ap 2o (min-1) (IPM) ey 2
‘2') 3750 6700 112.6 375 .038 5000 84.0 375 .038 3400 571 375 .038
T 10 | .3937| 6400 107.5 .394 .039 4800 80.6 .394 .039 3200 53.8 .394 .039
8 12 | 4724 5300 104.9 AT72 .047 4000 79.2 AT72 .047 2700 53.5 AT72 .047
8 .5000( 5000 99.0 .500 .050 3700 73.3 .500 .050 2500 49.5 .500 .050
.6250| 4000 140.0 .625 .025 3000 105.0 .625 .025 2000 70.0 .625 .025
j 16 | .6299| 4000 140.0 .630 .025 3000 105.0 .630 .025 2000 70.0 .630 .025
g .7500| 3300 154 .4 .750 .030 2500 117.0 .750 .030 1700 79.6 .750 .030
20 | .7874 3200 149.8 .787 .031 2400 112.3 .787 .031 1600 74.9 .787 .031
25 | 9843 2500 117.0 .984 .039 1900 88.9 .984 .039 1300 60.8 .984 .039
14 1.0000| 2500 117.0 1.000 .040 1900 88.9 1.000 .040 1300 60.8 1.000 .040
E ae
ﬁ Depth of Cut ap
o
L
LL O S A
= Heat Resistant Alloy Note 1) The irregular helix flute end mill has a larger effect on controlling
§ Workol vibration when compared to standard end mills. However, if the rigidity
(&) hﬁ;tg:;ﬁe of the machine or the workpiece material installation is poor, vibration or
Inconel718 abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately,
DC Revorllution Fee(iil fRate Depth of Cut|Width of Cut or set a lower dept_h of cut. _
J (mm)][ (inch) |~ (min-1) (IPM) ap ae Note 2) If the depth of cut is smaller, the revolution and the feed rate can be
increased.
» 3750 1300 101 375 019 Note 3) If the machining radius at the corner is the same as the tool radius when
:ll 10 | .3937 1300 10.1 .394 .020 using a head with more than 10 flutes, please set the depth of cut and
S 12 | 4724 1100 9.2 AT72 .024 feed rate to half of the above.
fa) 5000 990 8.3 500 025 Note 4) For stainless steel, titanium alloy and heat resistant alloy, the use of
& ss0l 790 1 -g -625 '025 water-soluble coolant is effective.
a . . . .
ﬁ 16 | .6299 790 11.9 .630 .025
ﬁ 7500 660 12.7 .750 .030
IJ_JI 20 | .7874 630 121 787 .031
ﬁ 25 | ,9843 500 9.6 .984 .039
g 1.0000 500 9.6 1.000 .040
§ ae
(S}
bd Depth of Cut ap
w

J040



iMX-c4FD-c = Inch Sizes

Duplex corner radius head, 4 flute, For high feed, With coolant thru

06

Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Seel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, . CARBIDE
(<30HRC) (245HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  CoPPerAlloy | Aluminum Alloy
© © ©) ©) ©) O
=z
o
] w
EE
8 == E*EE*Typm S5
g
__|Lapmx »n
A3
LH
O
=
I
DC<.500" | DC>.500" (O
0 0 =2
- .0008" - .0012" 8
@ The duplex corner radius and 4 flute geometry enables efficient machining at higher feed rates.
@End face center coolant thru provides a stable supply of coolant. -
(inch) g
Grade
No.of| X 9
Order Number DC RE1 APMX A3 LH DCON | S |Type
Flutes| = = 14
X |5 i
IMX10C4FD0375MC 375 .076 .024 .395 .630 .363 4 |123°| @ 1 IS
IMX12C4FD0500MC .500 .086 .033 .520 .789 488 4 |136°| @ 1
IMX16C4FD0625MC .625 110 .039 .645 .945 .605 4 |128°| @ 1 ﬁ
IMX20C4FD0750MC .750 A17 .047 .800 1.181 .730 4 |136°| @ 1 E
IMX25C4FD1000MC 1.000 A71 .067 1.050 1.500 .980 4 |45°| @ 1 <
Note 1) The fastening size of the holder and head should be the same. (refer to J002) (:5
Note 2) Duplex corner radius end mill is not suitable for corner radius machining due to the possibility of leaving unmachined areas.
RE1 = Approximate Radius
RMPX = Max. Ramping Angle J
(inch) 3
=
. =
Order Number RE1 Duplex Corner Radius | %
S10 DCIN RE2 RE3 w
RE3RE2 a
IMX10C4FD0375MC .076 .009 134 .060 181 ﬁ
IMX12C4FD0500MC .086 .014 .196 .060 .236 510 ﬁ
IMX16C4FD0625MC 110 017 236 .080 315 DCN REq 2
IMX20C4FD0750MC A17 .020 314 .080 .354 _ — ﬁ
IMX25C4FD1000MC A71 028 394 120 472 When using this IMX-C4FD-C, 9
please program as an radius <
T
cutter. [T}
The approximate remaining ﬁ

stocks for program are as the
left table.

@ : USA Stock 1S013399 >Joo3  J041




CARBIDE

SQUARE

EXCHANGEABLE HEAD END """-'-S. CHAMFER TAPER BALL ROUGHING

EXCHANGEABLE HEAD END MILLS

iMX-C4FD-C

Duplex corner radius head, 4 flute, For high feed, With coolant thru

0

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, Canar Alls At Al
(<30HRC) (£45HRC) (£55HRC) (>55HRC) Stainless Steel _|Heat Resistant Alloy pp v Y
©) © © ©) ©) O
z
o
o
a
g == E*EE*Typm
__|Lapmx
A3
LH
DC=<12 DC>12
0 0
- 0.020 - 0.030

@ The duplex corner radius and 4 flute geometry enables efficient machining at higher feed rates.
@End face center coolant thru provides a stable supply of coolant.

(mm)

v Grade
Order Number DC RE1 | APMX | A3 LH | DCON [P 2 | § |Type

e[ &

IMX10C4FD10010C 10 1.99 0.7 105 16 97 | 4 |21°| @ | 1

IMX12C4FD12012C 12 2.1 0.8 125 19 17 | 4 |28 @ | 1

IMX16C4FD16016C 16 2.75 1 16.5 24 155 | 4 |30 | @] 1

IMX20C4FD20021C 20 3.07 13 21 30 195 | 4 [33°] @ | 1

IMX25C4FD25026C 25 4.21 16 26 37.5 245 | 4 |45°| @ | 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) Duplex corner radius end mill is not suitable for corner radius machining due to the possibility of leaving unmachined areas.

RE1 = Approximate Radius
RMPX = Max. Ramping Angle
(mm)
I O
Order Number RE1 Duplex Corner Radius
S10 DCIN RE2 RE3
IMX10C4FD10010C 1.99 0.27 3.4 1.5 5
IMX12C4FD12012C 21 0.33 4.5 1.5 6
IMX16C4FD16016C 2.75 0.42 6.2 2 8
IMX20C4FD20021C 3.07 0.59 8 2 10
IMX25C4FD25026C 4.21 0.67 10 3 12

J042 e :USAStock

RE2

RE3

DCIN

S10
RE1

When using this iMX-C4FD-C,
please program as a radius

cutter.

The approximate remaining
stocks for program are as the
left table.
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CARBIDE

RECOMMENDED CUTTING CONDITIONS
HML/D=3

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length. I&J
(inch)y <
2
Carbon steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Hardened Steel, g
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel Pregipitation Hardenlirjg Stginless Steel,
Material Ferritic and Martensitic Stainless Steel
DC  [Revolution | Feed Rate |nepin of cutwidth of cut| Revolution | Feed Rate |ngoih of cutwidth of cut| Revolution | Feed Rate |neyiy of cutwidth of Cut
(mm)| (inch) | (min-1) (IPM) ap <0 (min-1) (IPM) ap 2 (min-1) (IPM) apr 2
3750 5000 314.0 .019 225 4500 282.6 .019 .225 4000 188.8 .019 225 ‘2')
10 | .3937 4800 301.4 .020 .236 4300 270.0 .020 .236 3800 179.4 .020 .236 52
12 | 4724 4000 283.2 .024 .283 3600 2549 .024 .283 3200 151.0 .024 .283 g
.5000| 3700 262.0 .025 .300 3400 240.7 .025 .300 3000 141.6 .025 .300 8
.6250| 3000 236.4 .031 375 2700 212.8 .031 .375 2400 150.7 .031 375
16 | .6299| 3000 236.4 .031 .378 2700 212.8 .031 .378 2400 150.7 .031 .378 j
7500 2500 197.0 .038 450 2300 181.2 .038 450 2000 125.6 .038 450 g
20 | .7874| 2400 189.1 .039 472 2200 173.4 .039 472 1900 119.3 .039 472
25 | .9843| 1900 149.7 .049 .591 1700 134.0 .049 591 1500 94.2 .049 591
1.0000( 1900 149.7 .050 .600 1700 134.0 .050 .600 1500 94.2 .050 .600 ﬁ
ae o
Depth of Cut %% ap &
14
m
Austenitic Stainless Steel, Titanium Alloy, Heat Resistant Alloy 5
Workpiece Cobalt Chromium Alloy (I)
Materal Inconel718
DG [Revolution | Feed Rate |nepn of cutwidth of cut| Revalution | Feed Rate |ngpih of cut/width of Cut
(mm)[ (inch) | (min-1) | (IPM) ap a3 (min-1) | (IPM) = ae J
.3750| 1300 411 .019 225 810 12.6 .019 .225
10 | .3937| 1300 41.1 .020 .236 780 12.2 .020 .236 ?
12 | 4724 1100 34.8 .024 .283 650 10.1 .024 .283 E‘
.5000 990 Si[FS) .025 .300 610 9.5 .025 .300 %
.6250 790 37.3 .031 375 490 11.6 .031 375 '-":J
16 | .6299 790 SIS .031 .378 490 11.6 .031 .378 5
.7500 660 31.2 .038 450 410 9.7 .038 450 E
20 | .7874 630 29.7 .039 AT72 390 9.2 .039 472 IJ_J'
25 | .9843 500 23.6 .049 591 310 7.3 .049 591 ﬁ
1.0000 500 23.6 .050 .600 310 7.3 .050 .600 g
ae §
Depth of Cut %&ap %

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) Please reduce the feed rate by half when ramping.
Note 4) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.
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EXCHANGEABLE HEAD END MILLS

i MX-C4 FV- Inch Sizes

Corner radius head, 4 flute, Irregular helix, For high efficiency machining

43°
45°

CARBIDE Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Seel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, Copper Allo Aluminum Allo
(<30HRC) (£45HRC) (£55HRC) (>55HRC) Stainless Steel _|Heat Resistant Alloy pp v Y
©) © ©

DC

SQUARE

RE

m DC<.750" | DC=1.000"
+.0004" +.0008"
DC=<.500" | DC>.500"
W 0 0
- .0008" | - .0012"
@ Corner radius end mill for high efficiency machining.
@ Irregular helix controls vibration and achieves stable machining.

(inch)

Grade
Order Number DC RE APMX LH DCON [N & I1ype

o

w

IMX10C4FV0375R090M 375 1090 395 630 363 4 | e | 1
IMX12C4FV0500R090M 500 090 520 789 488 4| @ | 1
IMX16C4FV0625R125M 625 125 645 945 605 4| @ | 1
IMX20C4FV0750R125M 750 125 800 1.181 730 4| @ | 1
IMX25C4FV1000R190M 1.000 190 1.050 1.500 980 4| | 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

-

iIMX-C4FV

Corner radius head, 4 flute, Irregular helix, For high efficiency machining
DC<20 | DC=25

+0.010 +0.020
' DC<12 | DC>12
=
- 0.020 - 0.030

@ Corner radius end mill for high efficiency machining.
@ Irregular helix controls vibration and achieves stable machining.

EXCHANGEABLE HEAD END """—LS. CHAMFER TAPER BALL ROUGHING

(mm)
Grade
No.of| €
Order Number DC RE APMX LH DCON Flutes g Type
o
w
IMX10C4FV100R20010 10 2 10.5 16 9.7 4 ® 1
IMX12C4FV120R20012 12 2 12.5 19 1.7 4 () 1
IMX16C4FV160R30016 16 3 16.5 24 15.5 4 () 1
IMX20C4FV200R30021 20 3 21 30 19.5 4 () 1
IMX25C4FV250R40026 25 4 26 37.5 24.5 4 (] 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

J044 e :UsAStock 1S013399 > J003




CARBIDE

RECOMMENDED CUTTING CONDITIONS

H Large Depth of Cut Milling (inch) .
Carbon Steel, Alloy Steel, Pre-hardened Steel, Hardened Steel (45—55HRC) %
Workpiece Gray Cast Iron Alloy Tool Steel 8
Material (72}
DG [Revolution  Feed Rate |nepih of cutlwidth of Cut| ReVolution | Feed Rate |ngoih of cutwidth of cut| Revolution | Feed Rate |neyty of cutiwidth of Cut
(mm)| (inch) [ (min-1) (IPM) ap & (min-1) (IPM) &y e (min-1) (IPM) & 2
.3750| 3000 117.6 .045 .169 2500 91.0 .038 .169 2000 69.6 .026 .169
10 | .3937| 2900 113.7 .047 A77 2400 87.4 .039 A77 1900 66.1 .028 A77
12 | 4724 2400 941 .071 .236 2000 72.8 .055 .236 1600 55.7 .035 .236 ‘2"
.5000{ 2300 90.2 .075 .250 1900 69.2 .058 .250 1500 52.2 .038 .250 (:'_5
.6250| 1800 70.6 .070 .293 1500 54.6 .055 .293 1200 41.8 .035 .293 8
16 | .6299| 1800 70.6 .071 .295 1500 54.6 .055 .295 1200 41.8 .035 .295 o
.7500( 1500 58.8 .068 .338 1300 43.7 .053 .338 990 34.5 .034 .338
20 | .7874| 1400 54.9 .071 .354 1200 43.7 .055 .354 950 33.1 .035 .354 j
25 | .9843( 1100 431 .094 453 950 34.6 .071 453 760 26.4 .047 453 g
1.0000(f 1100 43.1 .096 .460 940 34.2 .072 .460 740 25.8 .048 .460
ae
Depth of Cut %&ap ﬁ
o
s
B High Speed Milling (inch) g
1T}
Carbon Steel, Alloy Steel, Pre-hardened Steel, Hardened Steel (40—55HRC) E
Workpiece Gray Cast Iron Alloy Tool Steel §
Material %)
DC Revolution | Feed Rate |nepth of Cut|Width of Cut| Revalution | Feed Rate |neyt, of cutiwidi of cut| Revolution | Feed Rate Inep of cutwidth of Cut
(mm)| (inch) [ (min-1) | (IPM) el ae (min1) | (IPM) el ae (min1) | (IPM) el ae
.3750| 5000 314.0 .023 169 4200 231.8 .017 .169 3400 160.5 .014 .169 J
10 | .3937| 4800 301.4 .024 A77 4000 220.8 .018 A77 3200 151.0 .014 A77

12 | 4724 4000 283.2 .035 .236 3300 207.2 .028 .236 2700 127.4 .018 .236
.5000| 3700 262.0 .038 .250 3100 194.7 .029 .250 2500 118.0 .019 .250
.6250| 3000 236.4 .035 .293 2500 177.0 .027 .293 2000 94.4 .018 .293
16 | .6299( 3000 236.4 .035 .295 2500 177.0 .028 .295 2000 94.4 .018 .295
.7500( 2500 197.0 .034 .338 2100 148.7 .026 .338 1700 93.8 .017 .338
20 | .7874| 2400 189.1 .035 .354 2000 141.6 .028 .354 1600 88.3 .018 .354
25 | .9843| 1900 149.7 .047 453 1600 113.3 .035 453 1300 71.8 .024 453
1.0000| 1900 149.7 .048 460 1600 113.3 .036 460 1300 71.8 .024 460

ae

Depth of Cut %}ap

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For profile machining such as molds, machining conditions may differ considerably depending on the workpiece material geometry,
machining methods and depth of cut. Reduce the feed rate especially when machining the corner sections of a workpiece material.

Note 4) Air blow or oil mist is recommended for good chip evacuation.

EXCHANGEABLE HEAD END MILLS
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EXCHANGEABLE HEAD END MILLS

iMX—C3A = Inch Sizes

Corner radius head, 3 flute, For aluminum alloy

(LI Carbon Steel, Aloy Steel, Cast Iron | TooSee, Preharened SkeelHadered el | Hardened Steel Hardened Steel Austenitic Titanium Alloy,
(<30HRC) (<45HRC) (£55HRC) (>55HRC) Stainless Steel |Heat Resistant Alloy

o

Copper Alloy Aluminum Alloy
©)

DCON

1]
14
S 8 - Type1
(e} g
(7] ‘
oE APMX | W
LH e
e O
= +.0008"
5 ‘ DC=.500" | DC>.500"
s ) 0
8 - .0008" | - .0012"
@ High efficiency machining is possible due to the polished rake face and sharp
- cutting edge.
g (inch)
Grade
» Order Number DC RE APMX LH DCON [} & |Type
N
L -
o w
Ii" IMX10C3A0375R015P 375 .015 .300 .630 .363 3 ® 1
IMX10C3A0375R030P 375 .030 .300 .630 .363 3 ® 1
5 IMX12C3A0500R015P .500 .015 400 .789 .488 3 ® 1
E IMX12C3A0500R030P .500 .030 400 .789 .488 3 ® 1
< IMX16C3A0625R030P .625 .030 .500 .945 .605 3 ° 1
(:5 IMX16C3A0625R060P .625 .060 .500 .945 .605 3 ® 1
IMX20C3A0750R030P .750 .030 .600 1.181 .730 3 ® 1
IMX20C3A0750R060P .750 .060 .600 1.181 .730 3 ® 1
J IMX25C3A1000R060P 1.000 .060 .800 1.500 .980 3 ® 1
IMX25C3A1000R125P 1.000 125 .800 1.500 .980 3 ® 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

n
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=
=
a
=
w
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w
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iMX-C3A

Corner radius head, 3 flute, For aluminum alloy

o

Carbon Steel, Aloy Steel, Cast Iron | ToolStee, Prearcened Sl Hardened Skl | Hardened Steel Hardened Steel Austenitic Titanium Alloy, Copper Allo Aluminum Allo CARBIDE
(<30HRC) (£45HRC) (£55HRC) (>55HRC) Stainless Steel _|Heat Resistant Alloy pp v Y
©)
=
8
=} 1]
(14
Q - Type1 g
g
APMX ‘ m
RE N— APMX\<
"1 Curved
LH ' Edge
=
o
(8]
[=]
Ql L —- -1 Type2

‘5) 0.020
APMX
DC <12 DC>12 R _<—
RE APNX!
0 0 LH —~1Curved
- 0.020 - 0.030 =1 'Edge

Oversize Type

@ High efficiency machining is possible due to the polished rake face and sharp
cutting edge.

(mm)

Grade
Order Number DC RE APMX LH DCON |} g Type
w
IMX10C3A100R10008 10 1 8 16 9.7 3| e | 1
IMX10C3A100R25008 10 25 8 16 97 3| e 1
IMX10C3A120R10010 12 1 10.1 19 97 3| e 2
IMX12C3A120R10009 12 1 96 19 17 3| e 1
IMX12C3A120R32009 12 3.2 96 19 17 3| e 1
IMX12C3A140R10011 14 1 17 225 17 3| e 2
IMX16C3A160R10012 16 1 12.8 24 15.5 3| @] 1
IMX16C3A160R32012 16 32 12.8 24 15.5 3| e 1
IMX16C3A180R32014 18 32 14.9 27 15.5 3| e 2
IMX20C3A200R10016 20 1 16 30 19.5 3| e 1
IMX20C3A200R32016 20 3.2 16 30 19.5 3| @] 1
IMX20C3A220R32018 22 32 18.6 33 19.5 3| e 2
IMX25C3A250R10020 25 1 20 375 245 3| @ 1
IMX25C3A250R32020 25 32 20 375 245 3| @] 1
IMX25C3A250R50020 25 5 20 375 24.5 3| | 1
IMX25C3A280R32023 28 3.2 23.4 415 245 3| e 2

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

ExXCHANGEABLE HEAD END M,,_,_S. CHAMFER TAPER  BALL ROUGHING
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EXCHANGEABLE HEAD END MILLS

iMX-C3A

Corner radius head, 3 flute, For aluminum alloy

RECOMMENDED CUTTING CONDITIONS

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.

g H Shoulder Milling (L/D=3) (inch) H Slot Milling (L/D=3) (inch)
8 Aluminum Alloy Aluminum Alloy
n Workpiece Workpiece
Material Material
DC Revorl.ution Feec‘jl fRate Depth of Cut Width of Cut DC Revorl‘ution Feec.;i,f Rate Depth of Cut
(mm)| (inch) (min-1) (IPM) & 2 (mm)| (inch) (min-1) (IPM) ap
3750 17000 234.6 .300 113 .3750 17000 137.7 .188

2 10 | .3937| 16000 220.8 D19 118 10 | .3937 16000 129.6 197
(ID 12 | 4724 13000 179.4 .378 142 12 | 4724 13000 109.2 .236
8 .5000( 13000 179.4 400 .150 .5000 13000 109.2 .250
x 6250/ 10000 180.0 .500 .188 .6250 10000 111.0 313

16 | .6299 9900 178.2 .504 .189 16 | .6299 9900 109.9 S5
j .7500 8400 173.9 .600 .225 .7500 8400 108.4 375
§ 20 | .7874 8000 165.6 .630 .236 20 | .7874 8000 103.2 .394

25 | .9843 6400 159.4 .787 .295 25 | ,9843 6400 96.0 492

1.0000 6300 156.9 .800 .300 1.0000 6300 94.5 .500
ﬁ = DC
& Depth of Cut ap Depth of Cut % % ap
- 4 DC=Dia.
14
E M Plunging (L/D=3) (inch)
% Aluminum Alloy
o Workpiece
Material

J DC Revolution | Feed Rate | pepth of cut | Step Feed

(mm)| (inch) (min-1) (IPM) ap ap2
»n .3750( 10000 39.0 .188 .10
j 10 | .3937 9600 37.4 197 .10
E 12 | 4724 8000 31.2 .236 .10
E .5000 7500 29.3 .250 .10
2 .6250 6000 234 313 .10
% 16 | .6299 6000 234 1D .10
w .7500 5000 19.5 .375 .10
2 20 | .7874 4800 18.7 .394 .10
'i'_.,J 25 | .9843 3800 14.8 492 .10
<z£ 1.0000 3800 14.8 .500 .10
: =
ﬁ Depth of Cut : i |ap

el

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) The use of water-soluble coolant is effective.
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iMX-C3A

Corner radius head, 3 flute, For aluminum alloy, Oversize type head

CARBIDE

RECOMMENDED CUTTING CONDITIONS

H Shoulder Milling (inch) "
Aluminum Alloy %
: 2
Vatoral S
DC Revolution Feed Rate .
L/D e (mirr‘1-1) (||;’K/|) Deptggf Cut Wldtt;gf Cut

12 | 4720 13000 181.1 378 .094

14 | .5510 11000 153.5 441 110
3 18 | .7090 8800 157.5 567 142 ‘2"
22 | .8660 7200 149.6 .693 173 (ED
28 (1.1020 5700 141.7 .882 .220 8
12 | 4720 8000 86.6 378 .039 o

14 | .5510 6800 70.9 441 .043
5 18 | .7090 5300 74.8 .567 .055 j
22 | .8660 4300 70.9 .693 .071 g

28 (1.1020 3400 66.9 .882 .087

12 | 4720 5300 51.2 378 .020
14 | 5510| 4500 433 441 024 o
7 | 18 | .7090 3500 47.2 567 .028 %
22 | .8660 2900 39.4 .693 .035 ~
28 (1.1020 2300 394 .882 .043 o
ae E
Depth of Cut ap 5
I
(&)

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) The use of water-soluble coolant is effective. J

EXCHANGEABLE HEAD END MILLS
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CARBIDE

EXCHANGEABLE HEAD END MILLS . CHAMFER IR/\J=3 BALL ROUGHING M SQUARE .

EXCHANGEABLE HEAD END MILLS

IMX-C8T/C10T/C12T/C15T-C

Corner radius, Taper head, Multi-flute, With coolant thru

JO50 @ :USA Stock

Carbon Steel, Alloy Steel, Cast Iron | ToolSteel, Preerdened Steel Hardened Steel| - Hardened Steel Hardened Steel Austenitic Titanium Alloy, .
(<30HRC) (245HRC) (£55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  CoPPerAlloy | Aluminum Alloy
©) ©)
P4
(e}
BHTA 8
§ 8 NN==Fo=g= Type1
APMX
RE
LH
‘5/' +0.015
DC<12 | DC>12
0 0
- 0.020 - 0.030
@ Suitable for 3-dimensional free-form surface cutting such as blades.
@ High feed cutting is possible due to multiple cutting edges.
(mm)
Grade
Order Number DC RE APMX | DCX LH DCON | BHTA E‘Iﬂtg g Type
o
w
IMX10C8T080R05T080C 8 0.5 712 10 16 9.7 8° 8 [ 1
IMX10C8T080R10T080C 8 1 712 10 16 9.7 8° 8| @ 1
IMX12C10T100R05T080C 10 0.5 712 12 19 1.7 8° 10 [ 1
IMX12C10T100R10T080C 10 1 712 12 19 11.7 8° 10| @ 1
IMX16C15T150R05T080C 15 0.5 3.56 16 24 15.5 8° 15 | ® 1
IMX16C15T150R10T080C 15 1 3.56 16 24 1855 8° 15| @ 1
IMX16C12T150R20T080C 15 2 3.56 16 24 15.5 8° 12 [ 1
IMX20C15T190R05T080C 19 0.5 3.56 20 30 19.5 8° 15| @ 1
IMX20C15T190R10T080C 19 1 3.56 20 30 19.5 8° 15 ( 1
IMX20C12T190R20T080C 19 2 3.56 20 30 19.5 8° 12| @ 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1S013399 > J003




RECOMMENDED CUTTING CONDITIONS
l Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.

CARBIDE

(inch)
Austenitic Stainless Steel, Precipitation Hardening Stainless Steel, Heat Resistant Alloy
Workpiece Ferritic and Martensitic Stainless Steel Titanium Alloy
Material
DC | No.of [Revolution|Feed Rate |neyn of cutjwidth of Cut| REVOIUtion | Feed Rate neih of cutwidih of cut| Revolution| Feed Rate | peqty of cutfwidth of Cut
(mm) | Flutes | (min-1) (IPM) ae o (min-1) (IPM) ap 2 (min-1) (IPM) ae &2
8 8 12000 | 378.0 .012 .047 8000 252.0 .012 .047 2400 59.1 .012 .031
10 10 9500 | 374.0 .012 .059 6400 252.0 .012 .059 1900 59.1 .012 .039
15 12 6400 | 362.2 .012 .087 4200 236.2 .012 .087 1300 63.0 .012 .059
15 15 6400 | 378.0 .012 .087 4200 248.0 .012 .087 1300 63.0 .012 .059
19 12 5000 | 283.5 .012 110 3400 192.9 .012 110 1000 47.2 .012 .075
19 15 5000 | 295.3 .012 110 3400 200.8 .012 110 1000 47.2 .012 .075

Depth of Cut

%gap

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) The use of water-soluble coolant is effective.

EXCHANGEABLE HEAD END MILLS . cHamrer [[RIST0  BALL  ROUGHING “ SQUARE .
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EXCHANGEABLE HEAD END MILLS

iMX— R4F = Inch Sizes

Roughing head, 4 flute

0

CARBIDE Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Seel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, Copper Allo Aluminum Allo
(<30HRC) (£45HRC) (£55HRC) (>55HRC) Stainless Steel |Heat Resistant Alloy pp v Y
©) O © ©) O

DC

@ The roughing edge geometry reduces cutting resistance.
Effective when rigidity of the machine or workpiece material is low.

(inch)
Grade
Order Number DC APMX LH DCON ?I?Jlt:sf § Type
o
w
IMX10R4F0375M .375 .395 .630 .363 4 ) 1
IMX12R4F0500M .500 .520 .789 488 4 ) 1
IMX16R4F0625M .625 .645 .945 .605 4 ) 1
IMX20R4F0750M .750 .800 1.181 .730 4 ) 1
IMX25R4F1000M 1.000 1.050 1.500 .980 4 ) 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER BALL M RADIUS [RelIN:iS .

J052 @ :USAStock



iMX-R4F

Roughing head, 4 flute

0

Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Seel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, . CARBIDE
(<30HRC) (245HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  CoPPerAlloy | Aluminum Alloy
©) O ©) ©) O
8 Type1
(]
=)
(]
<
(14
@ The roughing edge geometry reduces cutting resistance.
Effective when rigidity of the machine or workpiece material is low. -
mm) o
Grade
No.of| g
Order Number DC APMX LH DCON Fites| & Type o
i 5
IMX10R4F10010 10 10.5 16 9.7 4 [ ] 1 IS
IMX12R4F12012 12 12.5 19 1.7 4 (] 1
IMX16R4F16016 16 16.5 24 15.5 4 (] 1 ﬁ
IMX20R4F20021 20 21 30 19.5 4 (] 1 E
IMX25R4F25026 25 26 37.5 24.5 4 | @ 1 <
Note 1) The fastening size of the holder and head should be the same. (refer to J002) (:E
7
-
=
=
a)
=
w
a)
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CARBIDE

w
14
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C
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=
a
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(14

BALL

CHAMFER TAPER

J

EXCHANGEABLE HEAD END MILLS

J054

EXCHANGEABLE HEAD END MILLS

iMX-R4F

Roughing head, 4 flute

RECOMMENDED CUTTING CONDITIONS
H Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.

(inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F'errit'ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC_ |Revolution | Feed Rate Inepih of cut width of Cut| Revolution | Feed Rate |ngpih of cut| width of Cut | Revolution | Feed Rate |nepn of cuf width of Cut
(mm)] (inch) | (min1) | (Pm) ap e (min-) | (IPM) ap ae (min-) | (IPM) . ae
.3750( 5000 36.0 .300 .015 4000 19.2 .300 150 3400 20.4 .300 .150
10 | .3937 4800 34.6 .320 .160 3800 18.2 .320 .160 3200 19.2 .320 .160
12 | .4724| 4000 28.8 .380 1190 3200 16.6 .380 .190 2700 17.3 .380 .190
.5000( 3700 26.6 400 .200 3000 15.6 400 .200 2500 16.0 400 .200
.6250( 3000 24.0 .500 .250 2400 14.4 .500 .250 2000 14.4 .500 .250
16 | .6299| 3000 24.0 .500 .250 2400 14.4 .500 .250 2000 14.4 .500 .250
.7500( 2500 20.0 .600 .300 2000 12.0 .600 .300 1700 12.2 .600 .300
20 | .7874| 2400 19.2 .630 .320 1900 11.4 .630 .320 1600 11.5 .630 .320
25 | .9843| 1900 18.2 .790 .390 1500 9.0 .790 .390 1300 9.4 .790 .390
1.0000| 1900 18.2 .800 400 1500 9.0 .800 400 1300 9.4 .800 400
ae
Depth of Cut ap
Precipitation Hardening Stainless Steel, Heat Resistant Alloy
Workpiece Cobalt Chromium Alloy
Material Inconel718
DC  [Revolution | Feed Rate |nepih of cut width of cut| Revolution | Feed Rate |ngoih of cut| width of Cut
(mmy)| (inch) | (min-1) (IPM) ap ae (min-1) (IPM) - ae
3750( 2500 12.0 .300 150 1300 8.3 .300 .038
10 | .3937| 2400 11.5 .320 .160 1300 8.3 .320 .039
12 | .4724) 2000 10.4 .380 .190 1100 7.9 .380 .047
5000/ 1900 9.9 400 .200 990 71 400 .050
.6250( 1500 9.0 .500 .250 790 6.3 .500 .063
16 | .6299| 1500 9.0 .500 .250 790 6.3 .500 .063
.7500( 1200 7.2 .600 .300 660 5.3 .600 .075
20 | .7874| 1200 7.2 .630 .320 630 5.0 .630 .079
25 | .9843 950 5.7 .790 .390 500 4.0 .790 .098
1.0000 940 5.6 .800 400 500 4.0 .800 .100
ae
Depth of Cut ap

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.

In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.



CARBIDE

H Slot Milling (inch)
Carbon Steel, Alloy Steel, Mild Steel, Pre-hardened Steel, Carbon Steel, Austenitic Stainless Steel,
Workpiece Copper, Copper Alloy Alloy Steel, Alloy Tool Steel F_errit_ic and Martensitic Stainless Steel,
Material Titanium Alloy
DC Revolution Feed Rate Revolution Feed Rate Revolution Feed Rate
T — (mirr‘ﬂ) ("‘:’{4) Deptr;gf Cut (mirr:.1) (H;IKA) Deptgrc;f Cut (mir:ﬂ) (||¥|fv|) Deptggf Cut
.3750 3400 21.4 .190 2600 12.5 .190 2000 6.4 .150
10 | .3937 3200 20.5 .200 2500 12.0 .200 1900 6.1 .160
12 | 4724 2700 19.4 .240 2100 10.9 .240 1600 6.4 .190
.5000 2500 18.0 .250 2000 10.4 .250 1500 6.0 .200
.6250 2000 16.0 .310 1600 9.6 310 1200 5.8 .250
16 | .6299 2000 16.0 .320 1600 9.6 .320 1200 5.8 .250
7500 1700 13.6 .380 1300 7.8 .380 990 5.1 .300
20 | .7874 1600 12.8 .390 1300 7.8 .390 950 4.9 .320
25 | .9843 1300 12.5 470 1000 6.0 470 760 4.0 .390
1.0000 1300 12.5 480 990 5.9 480 740 3.8 400
DC
Depth of Cut W ap
4 DC=Dia.

Precipitation Hardening Stainless Steel,
Cobalt Chromium Alloy

Workpiece
Material
DC Revolution Feed Rate
(mm)| (inch) (mirr‘1-1) (II‘DIK/I) Deptr;gf el
3750 1300 3.1 .150
10 | .3937 1300 3.1 .160
12 | 4724 1100 3.5 .190
.5000 990 3.2 .200
.6250 790 2.8 .250
16 | .6299 790 2.8 .250
.7500 660 2.9 .300
20 | .7874 630 2.8 .320
25 | .9843 500 2.2 .390
1.0000 500 2.2 400
DC
Depth of Cut

% % ap
h DC=Dia.

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

RADIUS

CHAMFER TAPER BALL

(.

EXCHANGEABLE HEAD END MILLS

J055



CARBIDE

SQUARE

EXCHANGEABLE HEAD END MILLS . CHAMFER TAPER BALL

EXCHANGEABLE HEAD END MILLS

iMX-RC4F-C

NEW

Roughing head, 4 flute, with coolant thru

0O

Carbon Steel, Alloy Steel, Cast Iron | ToolSteel, PreHardened Stel Hadened Skel| - Hardened Steel Hardened Steel Austenitic Titanium Alloy, )
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel _|Heat ResistantAlloy|  ©°PPerAlloy | Aluminum Alloy
©) ©) ©)

DC

| [|pcon

T
|

[

RE

APMX

LH

E Type1

@ The roughing edge geometry reduces cutting resistance. Effective when the rigidity of the machine or workpiece material is low.
@ Center through coolant thru provides excellent chip evacuation.

(mm)

JO56 @ :USA Stock

Grade
Order Number DC RE APMX LH DCON Elﬁigsf § Type
o
w
IMX10RC4F100R05010C 10 0.5 10.5 16 9.7 4 (] 1
IMX10RC4F100R10010C 10 1 10.5 16 9.7 4 (] 1
IMX12RC4F120R05012C 12 0.5 12.5 19 1.7 4 ® 1
IMX12RC4F120R10012C 12 1 12.5 19 1.7 4 (] 1
IMX12RC4F120R15012C 12 1.5 12.5 19 1.7 4 (] 1
IMX12RC4F120R20012C 12 2 12.5 19 1.7 4 (] 1
IMX16RC4F160R05016C 16 0.5 16.5 24 15.5 4 (] 1
IMX16RC4F160R10016C 16 1 16.5 24 158 4 (] 1
IMX16RC4F160R15016C 16 1.5 16.5 24 15.5 4 ® 1
IMX16RC4F160R20016C 16 2 16.5 24 {585 4 (] 1
IMX16RC4F160R30016C 16 3 16.5 24 15.5 4 ® 1
IMX20RC4F200R05021C 20 0.5 21 30 19.5 4 (] 1
IMX20RC4F200R10021C 20 1 21 30 19.5 4 (] 1
IMX20RC4F200R20021C 20 2 21 30 19.5 4 (] 1
IMX20RC4F200R30021C 20 3 21 30 19.5 4 (] 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1SO13399 > J003




CARBIDE

RECOMMENDED CUTTING CONDITIONS

H Shoulder Milling (inch)
L
Carbon Steel, Alloy Steel, Mild Steel Austenitic Stainless Steel, Precipitation Hardening Stainless Steel (14
Workpiece Ferritic and Martensitic Stainless Steel, g
Material Titanium Alloy O
(72}
DC Revolution | Feed Rate | peptn of Cut | Widthof Cut | Revolution| Feed Rate | pepif of Cut | widih of Cut | Revolution | Feed Rate |- pepih of Cut | width of Cut
(mm)| (inch) [ (min-1) (IPM) ap ae (min-1) (IPM) ap ae (min-1) (IPM) ap ae
10 .394| 4800 33.9 315 157 2000 12.6 315 157 1900 9.1 315 157
12 |.472| 4000 31.5 378 .189 1900 13.4 378 .189 1600 9.1 378 .189
16 .630| 3000 23.6 .504 .252 1400 11.0 .504 .252 1200 7.9 .504 .252
20 |.787| 2400 20.9 .630 Hil® 1100 8.7 .630 .315 950 71 .630 .315
- ae
Depth of Cut ap
-l
=1
<
m
H Slot Milling (inch) g
L
Carbon Steel, Alloy Steel, Mild Steel Austenitic Stainless Steel, Precipitation Hardening Stainless Steel &
Workpiece Ferritic and Martensitic Stainless Steel, =
Material Titanium Alloy
14
L
DC Revolution Feec.;i,f Rate Depth of Cut Revolution Feed fRate Depth of Cut Revolution Feed fRate Depth of Cut E
(mm)| (inch) (mi':1-1) (IPM) ap (mi?1-1) (u‘alnvl) ap (mi?m) (II;’IM) &Y §
10 |.394 3200 201 197 1900 9.1 197 1300 3.9 197 (&)
12 | .472 2700 19.3 .236 1600 10.2 .236 1100 4.3 .236
16 .630 2000 15.7 315 1200 8.7 315 800 3.8 315
20 .787 1600 13.8 .394 950 6.7 .394 640 35 .394 J
DC
Depth of Cut % % ap
4 DC=Dia.

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.

In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) For stainless steel and titanium alloys, the use of water-soluble coolant is effective.

EXCHANGEABLE HEAD END MILLS
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EXCHANGEABLE HEAD END MILLS

iMX-B2S

Ball nose head, 2 flute, For hardened steel

0

CARBIDE Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Seel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, )
(<30HRC) (245HRC) (£55HRC) (55-65HRC) | Stainless Steel |HeatResistantAlloy] ©°PPerAlloy | Aluminum Alloy
©
4
<}
w ) 8
?
RE APMX {
N LH
=2
o
<
(14
RE>8
(O
= £0.020
I . . .
g @ |deal for machining with long overhangs.
o
4
(mm)
:|l Grade
5 Order Number RE DC APMX LH DCON Itllz't:sf 2 |Type
&
IMX16B2S16016 8 16 16 24 15.5 2 () 1
IMX20B2S20020 10 20 20 30 19.5 2 (] 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

RECOMMENDED CUTTING CONDITIONS
M Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JOO7 page correction factor by overhang length.
(inch)

14
L
<
-
o
1T}
L
=
<
I
(&

Hardened Steel (55-65HRC)

J

Workpiece Material

Inclination Angle a<15° a>15°
. - Depth of Cut Width of Cut
DC RE Revolution Feec‘i,f Rate Revolution Feed fRate ap ae
\Y
(mm) |(inch)| (mm) |(inch) (mir:1-1) (IPM) (mir:1-1) (IPM)
16 |.630| 8 |.315 6000 66.9 3000 18.9 .012 .063
20 |.787 | 10 |.394 4800 51.2 2400 15.0 .012 .079

Depth of Cut
ap
7.

Note 1) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 2) a is the inclination angle of the machined surface.

EXCHANGEABLE HEAD END MILLS

JO058 @ :USA Sstock



iIMX-B4S

Ball nose head, 4 flute, For hardened steel

Carbon Steel, Alloy Steel, Cast Iron | Too Stel, Preherdened Seel HardenedSieel | Hardened Steel Hardened Steel Austenitic Titanium Alloy, Alumi Al
(<30HRC) (<45HRC) (<55HRC) (55—65HRC) Stainless Steel | Heat Resistant Alloy uminum Afloy
©)
T}
Z
8 3
()
(]
=)
(]
<
(14
RE>8
(O)
+0.020 =
I
@ High efficiency machining is realized even with machining using the tip. g
o
(mm) (14
Grade
No.of[ e -
Order Number RE DC APMX LH DCON Fites| E Type :tl
i )
IMX16B4S16016 8 16 16 24 15.5 4 (] 1
IMX20B4S20020 10 20 20 30 19.5 4 | @ 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

RECOMMENDED CUTTING CONDITIONS
l Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JOO7 page correction factor by overhang length.
(inch)

CHAMFER TAPER

Hardened Steel (55-65HRC)

(.

Workpiece Material

Inclination Angle a<15° a>15°
- - Depth of Cut | Width of Cut
DC RE Revolution Feec‘i,f Rate Revolution Feed fRate ap ae
Vi
(mm)|(inch)| (mm)|(inch) (mi?ﬁ) (IPM) (mir:1-1) (IPM)
16 |.630| 8 |.315 6000 66.9 3000 28.3 .012 .063
20 |.787 | 10 |.394 4800 51.2 2400 22.8 .012 .079

Depth of Cut
ap
A

Note 1) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 2) a is the inclination angle of the machined surface.

EXCHANGEABLE HEAD END MILLS

1S013399 >Joo3 J059




CARBIDE

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER YYAME ROUGHING RADIUS SQUARE

EXCHANGEABLE HEAD END MILLS

iMX-B3FV

Ball nose head, 3 flute, Irregular pitch flutes, For high efficiency machining

O <

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c Al A Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy| ~CPPErA10Y uminum Afloy
©) ©)
4
o
O
[=]
8| 7 I Type1
Re LLAPMX
LH
@ RE<6 RE>6
+0.010 +0.020
@ High efficiency machining is possible in deep engraving processing(DCx5).
(mm)
Grade
No.of| g
Order Number RE DC APMX LH DCON Futes| & |Tyre
E
IMX10B3FV10008 5 10 8 16 9.7 3 (] 1
IMX12B3FV12009 6 12 9.6 19 1.7 8 (] 1
IMX16B3FV16012 8 16 12.8 24 15.5 3 ® 1
IMX20B3FV20016 10 20 16 30 19.5 & (] 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1SO13399 > J003

JO60 @ :USA Stock




RECOMMENDED CUTTING CONDITIONS

M Shoulder Milling (L/D=5) (inch)
Pre-hardened Steel, Alloy Tool Steel Hardened Steel (40—55HRC)
Workpiece
Material
Inclination Angle a<15° a>15° . a<15° a>15° )
DC RE Revolution|Feed fRate Revolution|Feed fRate Deptngf cut Wldtggfcm Revolution|Feed fRate Revolution|Feed fRate Deptggf cut Wldtggfcm
n \% n \ n \ n \
(mm) |(inch)| (mm)|(inch)[ (min-1) (IPM) (min-1) (IPM) (min-1) (IPM) (min-1) (IPM)
10 [.394| 5 |.197| 5600 145.7 3700 66.9 .028 .102 4800 102.4 3200 47.2 .020 .079
12 472 6 |.236| 4600 118.1 3100 55.1 .039 126 4000 86.6 2700 38.2 .028 .098
16 |.630| 8 |.315| 3500 90.6 2300 39.4 .043 .150 3000 63.0 2000 28.3 .035 .138
20 .787 | 10 |.394| 2800 70.9 1800 31.9 .047 .189 2400 51.2 1600 22.8 .043 .165
ae
Depth of
Cut / ap
7
H Shoulder Milling (L/D=7) (inch)
Pre-hardened Steel, Alloy Tool Steel Hardened Steel (40—-55HRC)
Workpiece
Material
Inclination Angle a<15° a>15° a<15° a>15°
- - Depth of Cut| Width of Cut - - Depth of Cut| Width of Cut
DC RE Revolution|Feed fRate Revolution|Feed fRate ap ae Revorllutlon Fee(i Rate Revorl‘utlon Fee(‘il fRate ap ae
n \% n \%
(mm)|(inch)| (mm) (inch)[ (min-1) (IPM) (min-1) (IPM) (min-1) (IPM) (min-1) (IPM)
10 |.394| 5 [.197| 3800 90.6 2500 38.6 .020 .051 3200 47.2 2100 21.3 .016 .039
12 472 6 |.236| 3200 74.8 2100 32.3 .028 .063 2700 43.3 1700 16.9 .024 .051
16 |.630| 8 |.315| 2400 55.1 1600 24 .4 .031 .075 2000 30.7 1300 13.0 .028 .071
20 .787 | 10 |.394| 1900 43.3 1300 201 .035 .094 1600 24.4 1000 10.2 .031 .083
ae
Depth of
Cut

%///}/// ; o+

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity
of the machine or the workpiece material installation is poor, vibration or abnormal sound can occur.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) a is the inclination angle of the machined surface.

CARBIDE

ROUGHING RADIUS SQUARE

BALL

CHAMFER TAPER

(.

EXCHANGEABLE HEAD END MILLS
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EXCHANGEABLE HEAD END MILLS

iMX—B4 HV- Inch Sizes

Ball nose head, 4 flute, Irregular pitch flutes

0

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, Caranar Alls At Als
(<30HRC) (£45HRC) (£55HRC) (>55HRC) Stainless Steel _|Heat Resistant Alloy pp v Y
©) O ©) ©) O

\ 8 - Type1
Re |-APMX | T
LH
RE=<.250" | RE>.250"
‘5 » +.0004" +.0008"
@ Irregular pitch flutes cutting edge controls vibration and achieves stable machining.
(inch)
Grade
Order Number RE DC APMX LH DCON [N § [Type
o
w
IMX10B4HV0375M 1875 375 .395 .630 .363 4 ® 1
IMX12B4HV0500M .2500 .500 .520 .789 488 4 ® 1
IMX16B4HV0625M 3125 .625 .645 .945 .605 4 ® 1
IMX20B4HV0750M .3750 .750 .800 1.181 .730 4 [ ) 1
IMX25B4HV1000M .5000 1.000 1.050 1.500 .980 4 ® 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER YYAME ROUGHING RADIUS SQUARE

J062 @ :USA Stock



iMX-B4HV

Ball nose head, 4 flute, Irregular pitch flutes

0

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, Caranar Alls At Als
(<30HRC) (£45HRC) (£55HRC) (>55HRC) Stainless Steel |Heat Resistant Alloy. pp v Y
©) O ©) ©) O

8 - Type1
Re |-APMX | T
LH
RE<6 RE>6
‘5 » +0.010 +0.020
@ Irregular pitch flutes cutting edge controls vibration and achieves stable machining.
(mm)
Grade
No.of| g
Order Number RE DC APMX LH DCON Flutes g Type
o
w
IMX10B4HV10010 5 10 10.5 16 9.7 4 ® 1
IMX12B4HV12012 6 12 12.5 19 11.7 4 ® 1
IMX16B4HV16016 8 16 16.5 24 15.5 4 ® 1
IMX20B4HV20021 10 20 21 30 19.5 4 [ ) 1
IMX25B4HV25026 12.5 25 26 37.5 245 4 [ @ | 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

EXCHANGEABLEHEADENDM,,_,_S. cHamreR TAPER [IELXEMMI ROUGHING RADIUS SQUARE

1S013399 >Joo3 J063




CARBIDE

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER YYAME ROUGHING RADIUS SQUARE

EXCHANGEABLE HEAD END MILLS

iMX—B4 HV-E = Inch Sizes

Ball nose head, 4 flute, Irregular pitch flutes, With coolant thru

00

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c All Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy| ~°PPErA10Y uminum Afloy
© @) ©) ©) O
=z
o
(8]
(=]
A A\
Q = Type1
LH
RE<.250" | RE>.250"
‘; » +.0004" +.0008"
@ Coolant thru for each cutting edge enables a stable coolant supply.
@ Irregular pitch flutes cutting edge controls vibration and achieves stable machining.
(inch)
Grade
No.of[ 2
Order Number RE DC APMX LH DCON Flutes g Type
o
w
IMX10B4HV0375ME 1875 375 395 .630 .363 4 [ ] 1
IMX12B4HV0500ME .2500 .500 .520 .789 488 4 (] 1
IMX16B4HV0625ME 3125 .625 .645 .945 .605 4 (] 1
IMX20B4HV0750ME .3750 .750 .800 1.181 .730 4 [} 1
IMX25B4HV1000ME .5000 1.000 1.050 1.500 .980 4 | @ 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

J064 @ :USA Stock



iMX-B4HV-E

Ball nose head, 4 flute, Irregular pitch flutes, With coolant thru

00

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c Al Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy| ~°PPErA10Y uminum Afloy
© @) ©) ©) O
=z
o
(8]
(=]
A o AV
a — Type1
RE |-APMX
LH
RE<6 RE>6
‘; » +0.010 +0.020
@ Coolant thru for each cutting edge enables a stable coolant supply.
@ Irregular pitch flutes cutting edge controls vibration and achieves stable machining.
(mm)
Grade
No.of[ 2
Order Number RE DC APMX LH DCON Flutes| & Type
&
IMX10B4HV10010E 5 10 10.5 16 9.7 4 [ ] 1
IMX12B4HV12012E 6 12 12.5 19 1.7 4 (] 1
IMX16B4HV16016E 8 16 16.5 24 15.5 4 (] 1
IMX20B4HV20021E 10 20 21 30 19.5 4 (] 1
IMX25B4HV25026E 12.5 25 26 37.5 24.5 4 (] 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

EXCHANGEABLEHEADENDM,,_,_S. cHamreR TAPER [IELXEMMI ROUGHING RADIUS SQUARE

1S013399 >Joo3 J065




EXCHANGEABLE HEAD END MILLS

iMX-B4HV/iMX-B4HV-E

Ball nose head, 4 flute, Irregular pitch flutes (With/Without coolant thru)

RECOMMENDED CUTTING CONDITIONS
l Shoulder Milling (L/D=3)

I&J Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.
g (inch)
8 Carbon Steel, Alloy Steel, Mild Steel, Austenitic Stainless Steel,
Workpiece Pre-hardened Steel Ferritic and Martensitic Stainless Steel,
»n Matgrial Cobalt Chromium Alloy,
> Titanium Alloy
a
é Inclination Angle a<15° a>15° . a<15° a>15° .
RE Revolution | Feed Rate | Revolution | Feed Rate Deptggf cut Wldtggf cut Revolution | Feed Rate | Revolution | Feed Rate Deptggf cut Wldﬂ;gf cut

(O : n v n vf n vf n vf
= (mm)| (inch) | (min-1) (IPM) (min-1) (IPM) (min-1) (IPM) (min-1) (IPM)
(ID 1875 | 10000 168.0 6700 75.0 .038 .100 7500 123.0 5000 52.0 .038 .100
8 5 [.1969 | 9500 157.5 6400 71.7 .039 .100 7200 118.1 4800 49.9 .039 .100
o 6 |.2362| 8000 156.8 5300 70.0 .047 120 6000 117.6 4000 49.6 .047 120

2500 | 7500 147.0 5000 66.0 .050 120 5700 111.7 3700 45.9 .050 120
j 3125 | 6000 127.2 4000 56.0 .063 .160 4500 99.0 3000 42.0 .063 .160
% 8 |.3150 | 6000 127.2 4000 56.0 .063 .160 4500 99.0 3000 42.0 .063 .160

3750 | 5000 122.0 3300 51.5 .075 .190 3800 95.8 2500 41.0 .075 .190

10 |.3937 | 4800 117.1 3200 49.9 .079 .200 3600 90.7 2400 39.4 .079 .200

ﬁ 12,5 | .4921 3800 95.8 2500 39.0 .098 .240 2900 73.1 1900 31.2 .098 .240
& .5000 | 3800 95.8 2500 39.0 .100 .240 2800 70.6 1900 31.2 .100 .240
= ae
14 Depth of Cut
; ol
=
<
=
(&)

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard \
end mills. However, if the rigidity of the machine or the workpiece material installation is poor, vibration or |
abnormal sound can occur. ‘
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut. ‘

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased. |

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

Note 4) a is the inclination angle of the machined surface.

J

EXCHANGEABLE HEAD END MILLS

J066



CARBIDE

L
(14
<
. ! | 2
: (e
Heat Resistant Alloy (7))
Workpiece
Material Inconel718 %
a
. . o o <
Inclination Angle a<15 a>15 . Y
RE Revolution | Feed Rate | Revolution | Feed Rate Depﬂ;,‘if cut Wldtggf cut )
n \ n \

(mm)| (inch) | (min-1) (IPM) (min-1) (IPM) =z
1875 [ 2000 17.6 1300 7.3 .019 .038 5
5 |.1969 | 1900 16.7 1300 7.3 .020 .039 8
6 |.2362 1600 14.1 1100 6.2 .024 .047 [*4

2500 [ 1500 13.2 990 5.5 .025 .050
3125 [ 1200 11.5 790 5.1 .031 .063 :ll
8 |.3150 | 1200 11.5 790 5.1 .031 .063 %

3750 990 9.5 660 4.2 .038 .075

10 | .3937 950 9.1 630 4.0 .039 .079
12,5 | .4921 760 7.3 500 3.2 .047 .100 E
5000 740 71 500 3.2 .048 .100 &
-

ae

Depth of Cut 14
2 _ ap E
=
<
I
(&)

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard \
end mills. However, if the rigidity of the machine or the workpiece material installation is poor, vibration or |
abnormal sound can occur. ‘
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut. ‘

Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased. |

Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

Note 4) a is the inclination angle of the machined surface.

Q
(39

EXCHANGEABLE HEAD END MILLS
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CARBIDE

EXC“ANGEABLE“EADEND"’"'—LS. CHAMFER TAPER YYAME ROUGHING RADIUS SQUARE

EXCHANGEABLE HEAD END MILLS

iMX—BGHV— Inch Sizes

Ball nose head, 6 flute, Irregular pitch flutes

O <

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c All Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  ~CPPEr 0¥ uminum Afloy
© O ©) ©)
=
o
(8]
o
W Q fEL Typef
RE APMX
LH
RE<.250" | RE>.250"
‘é » +.0004" +.0008"
@ Irregular pitch flutes cutting edge controls vibration and achieves stable machining.
@6 flutes enables high machining efficiency.
(inch)
Grade
No.of| g
Order Number RE DC APMX LH DCON Flutes g Type
o
w
IMX10B6HV0375M 1875 375 .395 .630 .363 6 [ ] 1
IMX12B6HV0500M .2500 .500 .520 .789 488 6 [} 1
IMX16B6HV0625M 3125 .625 .645 .945 .605 6 (] 1
IMX20B6HV0750M .3750 .750 .800 1.181 .730 6 (] 1
IMX25B6HV1000M .5000 1.000 1.050 1.500 .980 6| ® 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

iMX-B6HV

Ball nose head, 6 flute, Irregular pitch flutes

0 <

RE<6

RE>6

+0.010

+0.020

@ Irregular pitch flutes cutting edge controls vibration and achieves stable machining.

@6 flutes enables high machining efficiency.

(mm)
Grade
No.of| g
Order Number RE DC APMX LH DCON Flutes § Type
o
w
IMX10B6HV10010 5 10 10.5 16 9.7 6 [ ] 1
IMX12B6HV12012 6 12 12.5 19 11.7 6 ([ ] 1
IMX16B6HV16016 8 16 16.5 24 15.5 6 [ ] 1
IMX20B6HV20021 10 20 21 30 19.5 6 ( ] 1
IMX25B6HV25026 12.5 25 26 37.5 24.5 6 [ ] 1
Note 1) The fastening size of the holder and head should be the same. (refer to J002)
1ISO13399 >J003
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RECOMMENDED CUTTING CONDITIONS et

l Shoulder Milling (L/D=3)

Other than the L/D = 3, use following recommended cutting conditions by multiplying the JO07 page correction factor by overhang length.

(inch) %
Carbon Steel, Alloy Steel, Mild Steel, Austenitic Stainless Steel, g
Workpiece Pre-hardened Steel Ferritic and Mgnensitic Stainless Steel, g
Material C_oba_lt Chromium Alloy, (7}
Titanium Alloy
(2}
=2
Inclination Angle a<15° a>15° a<15° a>15° =)
RE Revolution | Feed Rate | Revolution | Feed Rate Deptgngut Widﬂ;gf cut Revolution | Feed Rate | Revolution | Feed Rate Deptg;f Cut Widﬁ;gf cut é
(mm)| (inch) (mirrl1-1) (IlgM) (mirrlﬂ) (IE’IM) (mir:1-1) (IE’IM) (mir:1-1) (IE’IKII)
1875 | 10000 252.0 6700 112.6 .019 .075 7500 184.5 5000 78.0 .019 .075 ‘2"
5 |.1969 9500 236.2 6400 107.5 .020 .079 7200 1771 4800 74.9 .020 .079 (3_5
6 |.2362 8000 235.2 5300 104.9 .024 .094 6000 176.4 4000 74.4 .024 .094 8
.2500 7500 220.5 5000 99.0 .025 .100 5700 167.6 3700 68.8 .025 .100 o
3125 6000 190.8 4000 84.0 .031 125 4500 148.5 3000 63.0 .031 125
8 |.3150 6000 190.8 4000 84.0 .031 126 4500 148.5 3000 63.0 .031 126 j
3750 5000 183.0 3300 77.2 .038 .150 3800 143.6 2500 61.5 .038 .150 %
10 | .3937 4800 175.7 3200 74.9 .039 157 3600 136.1 2400 59.0 .039 157
12,5 | .4921 3800 143.6 2500 58.5 .047 197 2900 109.6 1900 46.7 .047 197
.5000 3800 143.6 2500 58.5 .048 .200 2800 105.8 1900 46.7 .048 .200 ﬁ
ae m
S
Depth of Cut Py
%//////////// o o
m
=
Heat Resistant Alloy <
Workpiece (I)
Material Inconel718
Inclination Angle a<15° a>15°
RE Revolution | Feed Rate | Revolution | Feed Rate Depﬂ;gf cut Widﬂ;gf cut J
(mm)| (inch) (mi?ﬂ) (II‘DIM) (mi?1-1) (II\DIM) »
1875 | 2000 26.4 1300 10.9 .019 .038 =
5 |.1969 | 1900 25.1 1300 10.9 .020 .039 E
6 |.2362| 1600 211 1100 9.2 .024 .047 E
.2500 | 1500 19.8 990 8.3 .025 .050 9:
3125 | 1200 17.3 790 7.6 .031 .063 %
8 |.3150 | 1200 17.3 790 7.6 .031 .063 u
3750 990 14.3 660 6.3 .038 .075 2
10 | .3937 950 13.7 630 6.0 .039 .079 '("_-,J
12,5 | .4921 760 10.9 500 4.8 .047 .098 <z,;
.5000 740 10.7 500 4.8 .048 .100 3
ae ﬁ

Depth of Cut
ap
7.

Note 1) The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard \
end mills. However, if the rigidity of the machine or the workpiece material installation is poor, vibration or i

abnormal sound can occur.

In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.
Note 4) a is the inclination angle of the machined surface. J069




EXCHANGEABLE HEAD END MILLS

IMX-BAWH-S - inch sizes NEW %

Lollipop head, 4 flute, with coolant thru

Carbon Steel, Alloy Steel, Cast Iron | Too Seel, PreHardened Stel Herdned Steel - Hardened Steel Hardened Steel Austenitic Titanium Alloy, At /Al
(<30HRC) (<45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat Resistant Alloy Y
©) ©) ©) ©)

g ST Tye
\ 1
RE | APMX
LH
RE>.250"
+.0006"
@ Optimal choice for machining undercut and complex shapes when using a 5-axis machine.
@ A stable supply of coolant is maintained even when machining complex component geometries.
(inch)
Grade
No.of[ o
Order Number RE DC APMX LH DCON Fltes| & |TyPe
o
w
IMX10B4WH0500MS .2500 .500 375 .693 .382 4 [} 1
IMX12B4WH0625MS 3125 .625 469 .799 .488 4 ( J 1
IMX16B4WH0750MS 3750 .750 .563 .925 .606 4 ® 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)

iIMX-B4WH-S =

Lollipop head, 4 flute, with coolant thru

RE>6
+0.015

@ Optimal choice for machining undercut and complex shapes when using a 5-axis machine.
@ A stable supply of coolant is maintained even when machining complex component geometries.

@8

(inch)

EXC“ANGEABLE“EADEND"’"'-'-S. CHAMFER TAPER YYAME ROUGHING RADIUS SQUARE

Grade
Order Number RE DC APMX LH DCON  [Sotl § [type

o

w
IMX10B4WH12008S 6 12 9 165 97 | 4 | e | 1
IMX12B4WH16008S 8 16 12 20.9 M7 | 4| e
IMX16B4WH20008S 10 20 15 24.7 155 | 4| o] 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
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CARBIDE

RECOMMENDED CUTTING CONDITIONS

M Internal Profile Milling, Undercut Machining (L/D=3) (inch)
w
Mild Steel, Carbon Steel, Alloy Steel, Austenitic, Heat Resistant Alloys x
Pre-hardened Steel, Copper Alloys Ferritic and Martensitic Stainless Steel, <
Workpiece Material Precipitation Hardening Stainless Steel, 8
Cobalt Chrome Alloys, Titanium Alloys N
DC RE Revolution | Feed Rate | pgpth of cut | Revolution | Feed Rate | pepth of cut | Revolution | Feed Rate | pepth of cut (7))
. , n v n Vi n v D
(mm) | (inch) | (mm) | (inch) (min-1) (IPM) ae (min-1) (IPM) 2 (min-1) (IPM) &= o
12 | 472 6 |.236 2700 38.2 .018 2100 24.8 .018 800 5.1 .014 <
.500 .250 2500 354 .019 2000 23.6 .019 750 4.7 .015 o
.625 313 2000 31.5 .024 1600 201 .024 600 4.3 .019 (2')
16 | .630 8 | .315 2000 31.5 .024 1600 20.1 .024 600 4.3 .019 T
.750 375 1700 26.8 .028 1300 18.5 .028 500 3.9 .022 g
20 | .787 | 10 | .394 1600 252 .030 1300 18.5 .030 480 3.8 .024 8
M Internal Profile Milling, Undercut Machining (L/D=5) (inch) ]
<<
Mild Steel, Carbon Steel, Alloy Steel, Austenitic, Heat Resistant Alloys (11
Pre-hardened Steel, Copper Alloys Ferritic and Martensitic Stainless Steel,
Workpiece Material Precipitation Hardening Stainless Steel,
Cobalt Chrome Alloys, Titanium Alloys o
w
DC RE Revolution | Feed Rate | pgpth of cut | Revolution | Feed Rate | pepth of cut | Revolution | Feed Rate | pepth of cut o
n vf n vf n vf <
(mm) | (inch) | (mm) | (inch) (min-1) (IPM) ae (min-1) (IPM) &2 (min-1) (IPM) e =
12 | 472 6 |.236 1900 20.9 .012 1300 10.2 .012 530 25 .009 o
.500 .250 1800 19.7 .013 1300 10.2 .013 500 24 .010 E
.625 .313 1400 17.7 .016 1000 9.4 .016 400 2.5 .013 =
16 | .630 8 |.315 1400 17.7 .016 990 9.4 .016 400 2.5 .013 %
.750 375 1200 15.0 .019 840 9.4 .019 330 21 .015 o
20 | .787 | 10 | .394 1100 13.8 .020 800 8.7 .020 320 2.0 .016
M Internal Profile Milling, Undercut Machining (L/D=7) (inch) J
Mild Steel, Carbon Steel, Alloy Steel, Austenitic, 3
Pre-hardened Steel, Copper Alloys Ferritic and Martensitic Stainless Steel, |
Workpiece Material Precipitation Hardening Stainless Steel, s
Cobalt Chrome Alloys, Titanium Alloys o
=
w
DC ' RE . Revo[!'ution Feec.;i,f Rate | Depth of cut Revo[!'ution Feec.;i,f Rate | Depth of cut 2
(mm) | (inch) | (mm) | (inch) | (min-1) (IPM) ae (min-1) (IPM) ae u
12 |.472| 6 |.236| 1300 6.3 .006 800 3.1 .006 ap<0.3RE L_.'J
.500 .250 1300 6.3 .006 750 3.5 .006 a 2
.625 313 1000 5.5 .008 600 3.3 .008 l(-IDJ
16 | .630 8 |.315 990 5.5 .008 600 2.8 .008 <Z£
.750 375 840 5.1 .009 500 2.8 .009 g
20 | .787 | 10 |.394 800 5.1 .010 480 2.6 .010 ﬁ

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately, or set a lower depth of cut.
Note 2) If the depth of cut is smaller, the revolution and the feed rate can be increased.
Note 3) In case of L/D >5, it is recommended to use a taper neck type holder.
Note 4) For stainless steel, titanium alloys and heat resistant alloys, the use of water-soluble coolant is effective.

Jo71



CARBIDE

EXC“ANGEABLE“EADEND"’"'-'-S. I\[53:] TAPER BALL ROUGHING RADIUS SQUARE

EXCHANGEABLE HEAD END MILLS

iMX-CH3L = Inch Sizes

Chamfer head, 3 flute

50

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c Al Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  ~CPPEr 0¥ uminum Afloy
© O @) ©) ©)
KAPR 3
Y 8
¢ 3OS e
= |
APMX
LH
DCN=.060"
+0.0008"
@ Chamfered cutting head suitable for inner and outer circumference.
@ Anti-vibration priority design.
(inch)
Grade
Order Number DC APMX | KAPR DCN LH DCON (5 & |Type
o
w
IMX10CH3L0375A45 375 157 45° .060 .630 .363 3 (] 1
IMX12CH3L0500A45 .500 .220 45° .060 .789 488 3 (] 1
IMX16CH3L0625A45 625 .283 45° .060 .945 .605 3 [ ] 1
IMX20CH3L0750A45 .750 .345 45° .060 1.181 .730 3 (] 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) This end mill is not capable of drilling.
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iMX-CH3L

Chamfer head, 3 flute

50

Carbon Steel, Alloy Steel, Cast Iron | ToolSeel, Prehardened Seel Hardened S | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, c Al Alumi Al
(<30HRC) (S45HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  ~CPPEr 0¥ uminum Afloy
© O @) ©) ©)
KAPR 3
Y 8
¢ 3OS e
- I
APMX
LH
DCN=1.5
+0.020
@ Chamfered cutting head suitable for inner and outer circumference.
@ Anti-vibration priority design.
(mm)
Grade
Order Number DC APMX | KAPR DCN LH DCON (521 & |Type
o
w
IMX10CH3L100A45 10 4.2 45° 1.5 16 9.7 3 (] 1
IMX12CH3L120A45 12 5.2 45° 1.5 19 1.7 3 (] 1
IMX16CH3L160A45 16 7.2 45° 1.5 24 15.5 3 [ ] 1
IMX20CH3L200A45 20 9.2 45° 1.5 30 19.5 3 () 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) This end mill is not capable of drilling.

EXCHANGEABLEHEADENDM,,_,_S. O TAPER  BALL ROUGHING RADIUS SQUARE

1S013399 >Joo3 JO73




EXCHANGEABLE HEAD END MILLS

iMX-CH3L

Chamfer head, 3 flute

RECOMMENDED CUTTING CONDITIONS

Il Chamfer Milling (Hole Circumference) (inch)
w
% Carbon Steel, Alloy Steel, Gray Cast Iron Alloy Tool Steel, Carbon Steel, Alloy Steel, Austenitic Stainless Steel, Titanium Alloy
8 Workpiece Pre-hardened Steel
7] Material
3 DG [Revolution | Feed Rate | pept of cut | width of cut | Revolution | Feed Rate | peon of cut | width of cut | Revolution | Feed Rate | pepth of cut | width of Cut
E (mm)| (inch) (min-1) (IPM) ap ae (min-1) (IPM) ap ae (min-1) (IPM) ap ae
3750 | 1300 6.2 .071 .071 1300 4.7 .071 .071 1000 3.6 .071 .071
(14
10 | .3937 | 1300 6.2 .071 .071 1300 4.7 .071 .071 970 B15 .071 .071
‘2" 12 | 4724 | 1100 5.3 .085 .085 1100 4.0 .085 .085 810 2.9 .085 .085
(ID .5000 990 4.8 .085 .085 990 3.6 .085 .085 760 2.7 .085 .085
8 .6250 790 3.8 .094 .094 790 2.8 .094 .094 610 2.2 .094 .094
(04 16 | .6299 790 3.8 .094 .094 790 2.8 .094 .094 610 2.2 .094 .094
7500 660 3.2 1102 102 660 2.4 102 102 510 1.8 102 .102
j 20 | .7874 630 3.0 .102 .102 630 2.3 .102 .102 490 1.8 .102 .102
<
m
Depth of Cut
— ap
m ae
w
o
ﬁ Hardenned Steel (40-55HRC) Heat Resistant Alloy
Workpiece
5 Material Inconel718
S
< DC Revolution | Feed Rate | pepih of ut | width of Cut [ Revolution | Feed Rate | peyyy of cut | width of Cut
5 (mm)| (inch) [ (min-1) (IPM) ap e (min-1) (IPM) ay 22
3750 | 1000 24 .071 .071 1000 4.8 .071 .071
10 | .3937 970 2.3 .071 .071 970 4.7 .071 .071
12 | 4724 810 1.9 .085 .085 810 3.9 .085 .085
J .5000 760 1.8 .085 .085 760 3.6 .085 .085
6250 610 1.5 .094 .094 610 2.9 .094 .094
16 | .6299 610 1.5 .094 .094 610 2.9 .094 .094
7500 510 1.2 1102 102 510 24 102 .102
20 | .7874 490 1.2 1102 .102 490 2.4 .102 .102
Depth of Cut
=
ae

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately.
Note 2) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.
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CARBIDE

Il Chamfer Milling (Shape Circumference) (inch) "
Carbon Steel, Alloy Steel, Gray Cast Iron Alloy Tool Steel, Carbon Steel, Alloy Steel, Austenitic Stainless Steel, Titanium Alloy %
Workpiece Pre-hardened Steel 8
Material )
DC. Revorl‘ution Feet;ilf Rate Depth of Cut Revorl‘ution Feet‘il fRate Depth of Cut Revorl|ution Feec‘jl fRate Depth of Cut 3
(mm)| (inch) (min-1) (IPM) QY (min-1) (IPM) ap (min-1) (IPM) &y =)
.3750 3400 20.4 .079 2300 12.4 .079 2000 9.6 .079 é
10 | .3937 3200 19.2 .079 2200 11.9 .079 1900 9.1 .079
12 | 4724 2700 16.2 .094 1900 10.3 .094 1600 7.7 .094 ‘2"
.5000 2500 15.0 .094 1800 9.7 .094 1500 7.2 .094 (Ep
.6250 2000 12.0 107 1400 7.6 107 1200 5.8 107 8
16 | .6299 2000 12.0 107 1400 7.6 107 1200 5.8 107 x
.7500 1700 10.2 126 1200 6.5 126 990 4.8 126
20 | .7874 1600 9.6 126 1100 5.9 126 950 4.6 126 j
<
(01
Depth of Cut J%I: ap
14
oy
Hardenned Steel (40-55HRC) Heat Resistant Alloy ﬁ
Workpiece
Material Inconel718 5
L.
D(? Revoriution Feec‘i,f Rate Depth of Cut Revorl‘ution Fee% fRate Depth of Cut 5
(mm)]| (inch) (min-1) (IPM) ap (min-1) (IPM) ap 5
3750 1700 6.1 .079 1000 4.8 .079
10 | .3937 1600 5.8 .079 970 4.7 .079
12 | 4724 1300 4.7 .094 810 3.9 .094
.5000 1300 4.7 .094 760 3.6 .094 J
.6250 1000 3.6 107 610 29 107
16 | .6299 1000 3.6 107 610 2.9 107
.7500 840 3.0 126 510 24 126
20 | .7874 800 2.9 126 490 24 126
Depth of Cut J%I: ap

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately.
Note 2) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

EXCHANGEABLE HEAD END MILLS

JO75



EXCHANGEABLE HEAD END MILLS

iMX—CHGV— Inch Sizes

Chamfer head, 6 flute

10
3°

CARBIDE Carbon Steel, Alloy Steel, Cast Iron | TolSteel,Presardned Seel Hardened Seel | - Hardened Steel Hardened Steel Austenitic Titanium Alloy, )
(<30HRC) (245HRC) (<55HRC) (>55HRC) Stainless Steel |Heat ResistantAlloy|  CoPPerAlloy | Aluminum Alloy
©) O O ©) ©)
KAPR z
w T 8
14 —
g 8 § —k4»77E Type1
g —
n
APMX
(2}
= LH
(m]
<
(14
O
=
I
O DCN=.120"
=2
(@) +0.0008"
(14
@ Suitable for outer circumference.
— @ Multiple cutting design for extended tool life.
g (inch)
Grade
o Order Number DC APMX | KAPR | DCN LH DCON (52 & |Type
o i
fj IMX12CH6V0500A45 .500 .190 45° 120 .789 488 6 (] 1
IMX16CH6V0625A45 .625 .252 45° 120 .945 .605 6 ® 1
ﬁ IMX20CH6V0750A45 .750 315 45° 120 1.181 .730 6 ® 1
E Note 1) The fastening size of the holder and head should be the same. (refer to J002)
< Note 2) This end mill is not capable of drilling.
I
o
-
iMX-CH6V "
J .
Chamfer head, 6 flute

[72]

|

=

S DCN=3.0

[a]

4 +0.020

w

S @Suitable for outer circumference.

T @ Multiple cutting design for extended tool life.

I; (mm)

ﬁ Grade

g Order N No.of §

Z er Number DC APMX KAPR DCN LH DCON Flutes| & Type

5 &

& IMX12CH6V120A45 12 45 45° 19 1.7 6 ® 1
IMX16CH6V160A45 16 6.5 45° 3 24 185 6 (] 1
IMX20CH6V200A45 20 8.5 45° 30 19.5 6 [ ] 1

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) This end mill is not capable of drilling.
JO76 @ :USsASstock ISO13399 > J003




RECOMMENDED CUTTING CONDITIONS

Bl Chamfer Milling (Shape Circumference) (inch)
Carbon Steel, Alloy Steel, Gray Cast Iron Alloy Tool Steel, Carbon Steel, Alloy Steel, Austenitic Stainless Steel, Titanium Alloy
Workpiece Pre-hardened Steel
Material
DC. Revorl‘ution Feecflf Rate Depth of Cut Revorl‘ution Feet‘il fRate Depth of Cut Revorl|ution Feec‘jl fRate Depth of Cut
(mm)| (inch) (min-1) (IPM) ey (min-1) (IPM) ap (min-1) (IPM) &y
12 | 4724 2700 32.4 .094 1900 20.5 .094 1600 15.4 .094
.5000 2500 30.0 .094 1800 19.4 .094 1500 14.4 .094
.6250 2000 24.0 107 1400 15.1 107 1200 11.5 107
16 | .6299 2000 24.0 107 1400 15.1 107 1200 11.5 107
.7500 1700 20.4 126 1200 13.0 126 990 9.5 126
20 | .7874 1600 19.2 126 1100 11.9 126 950 9.1 .126
Depth of Cut J%I: ap
Hardenned Steel (40-55HRC) Heat Resistant Alloy
Workpiece
Material Inconel718
DC. Revorl‘ution Feec.;i,f Rate Depth of Cut Revorllution Fee% fRate Depth of Cut
(mm)| (inch) (min-1) (IPM) ap (min-1) (IPM) ap
12 | 4724 1300 9.4 .094 810 7.8 .094
.5000 1300 9.4 .094 760 7.3 .094
.6250 1000 7.2 107 610 5.9 107
16 | .6299 1000 7.2 107 610 5.9 107
.7500 840 6.0 126 510 4.9 126
20 |.7874 800 5.8 126 490 4.7 .126

Depth of Cut

1.

Note 1) Vibration may occur if the rigidity of machine or workpiece material is low.
In this case, please reduce the revolution and the feed rate proportionately.
Note 2) For stainless steel, titanium alloy and heat resistant alloy, the use of water-soluble coolant is effective.

CARBIDE

ROUGHING RADIUS SQUARE

(o1, JN\'I35d TAPER BALL

(.

EXCHANGEABLE HEAD END MILLS
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CARBIDE

EXCHANGEABLE HEAD END MILLS

iMX— Inch Sizes

Carbide Holder

HEUndercut

[72])
S v+ __ N __]
§ - :4; Pl e Type1
o
(2]
LB ]
[e]
LF S
M Taper Neck Type
LBHTA
ST F
=z _ T = 54: - - = = =_—= — =
8[ 2 b= =7 = - - = = Type2
[=]
LB g
1 =
LF 8
o
@ DCONMS=.375 | 500 <DCONMS <625 750 <DCONNS <100
0 0 0
- .00035" - .00043" - .00051"
Hl Carbide Holder (inch)
=2
Order Number BHTA LB |[DCONWS| LF |DCONMS| 8 |Type | Suitable Head @%
@ Wrench
IMX10-U0375N049L27C - 495 .363 2.755 375 | @ 1 | IMX10.227F | IMX10-WR
IMX10-U0375N124L35C - 1.245 .363 3.543 375 | @ 1 | IMX10:235 | IMX10-WR
IMX10-U0375N199L43C - 1.995 .363 4.330 375 (] 1 IMX10: """ IMX10-WR
IMX10-A0500N199L43C 1° 1.995 .363 4.330 .500 (] 2 IMX10:_ "7 IMX10-WR
IMX12-U0500N071L31C - 71 .488 3.149 .500 ° 1 IMX12:~"7: IMX12-WR
IMX12-U0500N171L39C - 1.711 488 3.937 500 | @ 1| IMX12227 | IMX12-WR
IMX12-U0500N271L51C - 2.711 488 5.118 500 | e 1| IMX12227F | IMX12-WR
IMX12-A0625N271L51C 1° 2.711 488 5.118 625 | @ | 2 | IMX127 | IMX12-WR
IMX16-U0625N093L31C - .930 .605 3.149 625 (] 1 IMX16: """ IMX16-WR
IMX16-U0625N218L43C - 2.180 605 4.330 625 | @ 1 | IMX16.23 | IMX16-WR
IMX16-U0625N343L59C - 3.430 605 5.905 625 | ® 1 | IMX1622F | IMX16-WR
IMX16-A0750N343L59C 1° 3.430 605 5.905 750 | @ | 2 | IMX16 1 | IMX16-WR
IMX20-U0750N106L35C - 1.069 730 3.543 750 | e 1 | IMX20:227F | IMX20-WR
IMX20-U0750N256L51C - 2.569 730 5.118 750 | @ 1 | IMX2002F | IMX20-WR
IMX20-U0750N406L70C - 4.069 730 7.086 750 | @ 1 | IMX20200 | IMX20-WR
IMX20-A1000N406L70C 1° 4.069 730 7086 | 1.000 | ® | 2 | IMX20i} | IMX20-WR
IMX25-U1000N150L43C - 1.500 .980 4.330 1.000 (] 1 IMX25;~"": IMX25-WR
IMX25-U1000N350L62C - 3.500 .980 6.299 | 1.000 | ® 1 | IMX25 271 | IMX25-WR

EXCHANGEABLE HEAD END MILLS .

JO78 @ :USA Stock

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) Inch head should be mounted in inch holder.
* See page J082 and J083 regarding how to install the head.



iIMX

Carbide Holder

HEUndercut
2]
% B Tvoe1
0 I _ yp
LB %
M Straight £ 8
% «:B et Type2
[=)
E
M Taper Neck Type LF §
" ‘ BHTA
% - % e B = Type3
o
LB %
DCONMS=10]12 <DCONNS <16[20 <DCONNS <25 LF g
- 3009 - 8011 - 8013
H Carbide Holder (mm)
X
Order Number BHTA LB |DCONWS| LF |DCONMS| & [Type | Suitable Head @%
@ Wrench
IMX10-U10N014L070C - 14 9.7 70 10 ° 1 | IMX10:227F | IMX10-WR
IMX10-S10L090C - — 10 90 10 ® | 2 | IMX10:73 | IMX10-WR
IMX10-U10N034L090C — 34 9.7 90 10 ° 1 | IMX10:227F | IMX10-WR
IMX10-S10L110C - - 10 110 10 ® | 2 | IMX10:7: [ IMX10-WR
IMX10-U10N054L110C - 54 9.7 110 10 ° 1 | IMX10:227F | IMX10-WR
IMX10-A12N054L110C 1° 54 9.7 110 12 ® | 3 [ IMX1011 | IMX10-WR
IMX12-U12N017L080C - 17 1.7 80 12 ° 1| IMX122270 | IMX12-WR
IMX12-S12L100C - - 12 100 12 ® | 2 | IMX127771 | IMX12-WR
IMX12-U12N041L100C — 41 1.7 100 12 ° 1| IMX12227F | IMX12-WR
IMX12-S12L130C — — 12 130 12 e | 2 | IMX12:111 | IMX12-WR
IMX12-U12N065L130C - 65 1.7 130 12 ° 1| IMX122270 | IMX12-WR
IMX12-A16N065L130C 1° 65 1.7 130 16 ® | 3 [ IMX122 1 | IMX12-WR
IMX16-U16N024L080C - 24 15.5 80 16 ° 1 | IMX16.227F | IMX16-WR
IMX16-S16L110C - - 16 110 16 e | 2 | IMX16. 71 | IMX16-WR
IMX16-U16N056L110C - 56 15.5 110 16 ° 1 | IMX1627F | IMX16-WR
IMX16-S16L150C = = 16 150 16 e | 2 | IMX16. 1 | IMX16-WR
IMX16-U16N088L150C - 88 15.5 150 16 ° 1 | IMX16.27F | IMX16-WR
IMX16-A20N088L150C 1° 88 15.5 150 20 ® | 3 [ IMX16 .} | IMX16-WR
IMX20-U20N030L090C - 30 19.5 90 20 ° 1 | IMX20:227F | IMX20-WR
IMX20-S20L130C - - 20 130 20 ® | 2 | IMX20:771 | IMX20-WR
IMX20-U20N070L130C - 70 19.5 130 20 ° 1 | IMX20:227F | IMX20-WR
IMX20-S20L180C - — 20 180 20 ® | 2 | IMX20:77F | IMX20-WR
IMX20-U20N110L180C — 110 19.5 180 20 ° 1 | IMX20:227F | IMX20-WR
IMX20-A25N110L180C 1° 110 19.5 180 25 ® | 3 [ IMX20:17F | IMX20-WR
IMX25-U25N037L110C - 375 245 110 25 ° 1 | IMX25 2271 | IMX25-WR
IMX25-S25L160C - - 25 160 25 ® | 2 | IMX25 71 | IMX25-WR
IMX25-U25N087L160C - 87.5 245 160 25 ° 1| IMX25 271 | IMX25-WR
IMX25-S25L.210C - — 25 210 25 ® | 2 | IMX25 771 | IMX25-WR

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) Metric head should be mounted in metric holder.

CARBIDE
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iMX— Inch Sizes

Steel Holder
H Undercut
g
e T |
g A=z = — - Z--———= :[* Type1
o |  —
a 7
2
LB
LF §
M Straight Oversize
2
3 }F%}:—: e Type2
S il
a [7)
=
=
LF 3
[a]
@ DCONMS=.375" | 500" <DCONMS < 625"|750"<DCONMS<1.000'| DCONMS=1.250"
0 0 0 0
- 0.00035" | - 0.00043" | - 0.00051" | - 0.00063"
Hl Steel Holder (inch)
o7
Order Number LB DCONWS LF DCONMS § Type | Suitable Head %
@ Wrench
IMX10-U0375N030L27S .308 .363 2.755 375 (] 1 IMX10: " IMX10-WR
IMX10-G0500L23S — .500 2.362 .500 ) 2 IMX10i__: IMX10-WR
IMX12-U0500N046L31S 461 488 3.149 .500 (] 1 IMX12: "7 IMX12-WR
IMX12-G0625L27S — .625 2.755 .625 ° 2 IMX12i": IMX12-WR
IMX16-U0625N061L31S 618 .605 3.149 .625 (] 1 IMX16: " IMX16-WR
IMX16-G0750L27S = .750 2.755 .750 [} 2 IMX16:__": IMX16-WR
IMX20-U0750N069L35S .694 .730 3.543 .750 (] 1 IMX20: " IMX20-WR
IMX20-G1000L31S — 1.000 3.149 1.000 (] 2 IMX20: " IMX20-WR
IMX25-U1000N100L43S 1.000 .980 4.330 1.000 (] 1 IMX25: """ IMX25-WR
IMX25-G1250L39S — 1.250 3.937 1.250 ° 2 IMX25; ! IMX25-WR

EXCHANGEABLE HEAD END MILLS .
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Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) Inch head should be mounted in inch holder.
* See page J082 and J083 regarding how to install the head.



iIMX

Steel Holder
HE Undercut
g
e T |
g A=z = — - Z--———= :[* Type1
o |  —
a 7
2
LB
LF §
M Straight Oversize
2
3 - }F%}:—: e Type2
S il
a [7)
=
=
LF 3
[a]
@ DCONMS=10}12 <DCONMS <16/20 <DCONMS <25 DCONMS=32
0 0 0 0
- 0.009 - 0.011 - 0.013 - 0.160
H Steel Holder (mm)
o7
Order Number LB DCONWS LF DCONMS § Type | Suitable Head %
@ Wrench
IMX10-U10N0O09L070S 9 9.7 70 10 (] 1 IMX10: " IMX10-WR
IMX10-G12L060S — 12 60 12 ([ ] 2 IMX10: " IMX10-WR
IMX12-U12N011L080S 11 11.7 80 12 (] 1 IMX12: "7 IMX12-WR
IMX12-G16L070S — 16 70 16 ° 2 IMX1212270 | IMX12-WR
IMX16-U16N016L080S 16 15.5 80 16 (] 1 IMX16: " IMX16-WR
IMX16-G20L070S = 20 70 20 ( J 2 IMX16:__": IMX16-WR
IMX20-U20N020L090S 20 19.5 90 20 (] 1 IMX20: " IMX20-WR
IMX20-G25L080S — 25 80 25 () 2 IMX20:227t | IMX20-WR
IMX25-U25N025L110S 25 24.5 110 25 (] 1 IMX25: """ IMX25-WR
IMX25-G32L100S — 32 100 32 ° 2 IMX25:__"0 | IMX25-WR

Note 1) The fastening size of the holder and head should be the same. (refer to J002)
Note 2) Metric head should be mounted in metric holder.
* See page J082 and J083 regarding how to install the head.

EXCHANGEABLE HEAD END MILLS .
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How to Install the Head

1 Using a clean cloth, wipe away oil and dust from the taper and end surfaces of the head and holder.

Be careful to avoid the possibility of cutting hands when fastening with bare hands directly near the blade tip.
Securely fasten the head and holder end surfaces using the enclosed wrench to close off any remaining gap.

| Clearance

.l No Clearance

Refer to the table at below regarding angles for recommended torque when necessary.
For stricter usage, refer to the table below for torque wrench fastening.

EXCHANGEABLE HEAD END MILLS .

Fastening Size Ti ghﬁeifiﬁrgeg%egl G
IMX10 50°
IMX12 50°
IMX16 50°
IMX20 40°
IMX25 35°

J082

Recommended
Clamping Torque (Ibf-in)
88
132
265
440 a Note 1) Use the enclosed wrench only.
660 (Typical wrenches differ in thickness.)



How to Select iMX Holders

@ When using straight holder + standard head, interference will occur in cases where the depth of cut is larger than the length
of cut of the head.

@® When using straight holder + oversize head, larger depths of cut are possible because the diameter of the head is larger
than the holder.

Straight + Standard Head Straight + Oversize Head

When using straight
holder + standard
head, please use at
smaller depth of cut
than length of cut.

No Contact

Depth of Cut < Length of Cut

| SREEEE——— Y

Depth of
Cut

Length of Cut

Length of Cut

Depth of
Cut

Less than DC x 3 overhang is recommended when
depth of cut < length of cut.

@ Undercut type with relieved neck is suitable for vertical wall machining.
@ The large diameter of the taper neck holder provides stability in long overhang applications.
@ Undercut and taper neck types are now also available. (Please refer to diameter DC of each type for minimum diameter.)

Undercut + Standard Head Taper Neck + Standard Head
) BHTA
g
5
o
2 ©
2
<
) — 8
5
g —
9
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