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3-Flute Left-Hand Helix, Right-Hand Cut Square End Mill for Burr Reduction in Resin Machining
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Right-hand cutting, left-hand helix design suppresses top burr formation
Specialized cutting edge shape for Resin improve machining surface accuracy
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® Right-hand cutting, left-hand helix design tool that suppresses upper-surface burrs for side finishing operations.
® Specialized cutting edge shape for resin improve machining surface accuracy.

B [HE : mm / i : FH]

¢ 20258F128%5E % Release in Dec, 2025. Unit [Size : mm / Retail Price : JPY]

J—-RNo. (D)oh# (2)AR (r)Es (d)>v>oeE [(BE== AR
Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00649-01020 1 2 12° 4 55 5,000
01-00649-02040 2 4 12° 4 55 5,500
01-00649-03060 3 6 12° 6 65 7,200
01-00649-04080 4 8 12° 6 65 7,700
01-00649-05100 5 10 12° 6 70 8,200
01-00649-06120 6 12 - 6 70 8,800
RSE325LH Mg (D) ZHERLTIZAL, % (r) BEBETY,
How to Order When you order, indicate RSE325LH (D). X (v )is reference value.
HIZHSER Recommended Milling Conditions
HEHEAA ABS-MCH4O>+PTFE - RUA—RE—kK-POM-PEEK - 7HU)L - R=J54
Work Material ABS-MC nylon-PTFE -Polycarbonate - POM-PEEK:- Acrylic- Bakelite
[EI#RE XEDRE thass ATEERARIOKLA
MR E Spindle Speed Feed Depth of Cut Stock before using this tool
Dia. Length of Cut
min” mm/min ap mm ae mm mm
1 2 17,000 2,200 2 0.04 0.04
2 4 9,000 1,800 4 0.08 0.08
3 6 6,200 1,600 6 0.12 0.12
4 8 4,800 1,500 8 0.16 0.16
5 10 3,900 1,450 10 0.2 0.2
6 12 3,300 1,400 12 0.2 0.2

& &

Notes

<1
%2
%3
x4
%5
X7
1
2
%3
x4

6
X7

AVHIEAHIRIE LTI T2ITIBROSEBLRDET , BRSNZREFESITIEU T, EERES SUEDRE R FREL THEE W,
AHEDapFESEOULAHES, aeFHE A BOUIAHRSERUET

MR MO A ORI IR BB (C LD U HI S 2 SAREL TR,

FREBEOMITTEINTAAR. B8 SRS C LR ZREEL TR,

VUDHFET 215 E(E. @SR XDRELRUEIE T T TRV, £, EMEERNBIAVSSERAKICAUEIE T T KRN,
J-FEPE THIHIBRINERBIBEE TIHIEAPY -V (RRESERU THIEIBRMER 2 LR EL TRV,
H-5VNII7-TO-%HRHLET,

AT EOEUNRIEBRZOBETY . B0 TIZOMN TR ERIBE (CIGU TRZEL T,

These cutting conditions are reference values for side finishing.Please adjust the spindle speed and feed rate according to the required surface roughness.
Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.

Adjust milling condition conforming with machine rigidity and clamping condition.

Final milling conditions are subject to machining profile, purpose and machine status.

Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.

If the cutting load is high at corners, etc., set the milling conditions and tool path carefully to reduce the cutting load.

Air blow is recommended.

The stock allowance for this tool is a guideline,please adjust it according to the machining condition of the previous process and the required accuracy.




