
Endmills for pre-hardened and hardened steel (HRc50~62)
Good wear resistance by Si-based PVD coating.
High precise edge tolerance.
Designed for minimizing edge chipping by corner R shape.
45 degree helix design for high speed, feed condition.
Outstanding performance at high speed machining by ultra fine
(0.2 ) WC grade.

4 Flutes 45 Helix Corner Radius Long End Mills

R0.05 ~ 0.5 R1 ~ 1.5

0.005 0.01

R2 ~ 5

0.015

D Size
1 ~ 4

6 ~ 12
16 ~ 20

D Tolerance
+0 ~ -0.01 mm

-0.005 ~ -0.015 mm

-0.01 ~ -0.02 mm



The parameters on the table is based on 4flutes. For using 6flutes, use the same RPM and raise up the feed up to 30% in stable milling condition.
If the effective length is long, reduce the RPM and feed maximum 30%.
For side milling, refer to the corner radius value.
For curved milling, set up the lower value of the pitch than the corner radius value of tool diameter.
For curved milling, raise up the feed up to 30% in stable milling condition.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
Use suitable cutting oil for material and machining geometry.
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RPM : rev./min  Feed : mm/min4CRL / 6CRL

Depth of Cut

25 ~ 35HRC CRH26 ~ 54CRH54 ~ 53BH052 ~ 002

Alloy Steel Hardened Steels 

Slotting

~ CRH54CRH54 ~
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Use the same RPM and raise up the feed up to 30% for 6CRL.
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0.5
0.8
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25 ~ 35HRC CRH26 ~ 54CRH54 ~ 53BH052 ~ 002

Alloy Steel Hardened Steels 
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0.5D~ CRH53CRH53 ~

Inclined Cutting


