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2-Flute Radius End Mill
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Itis possible to cut both straight and corner radius simultaneously.
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Straight cutting edge joined to corner radius smoothly.
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BE # R WR 2K v/ T
CODENUMBER @D 2 L d ¥

AERS-05075 | 5 075| 15 | 60 6 [10,500
AERS-05100 | 5 1 15 | 60 6 (10,000
AERS-05150 | 5 15 | 15 | 60 6 (10,500
AERS-05200 | 5 2 15 | 60 6 (11,000
AERS-06020 | 6 02 | 15 | 60 6 | 8700
AERS-06030 | 6 03 | 15 | 60 6 | 9,200
AERS-06050 | 6 05 | 15 | 60 6 | 9,500
AERS-06075 | 6 075| 15 | 60 6 (10,700
AERS-06100 | 6 1 15 | 60 6 |10,200
AERS-06150 | 6 15 | 15 | 60 6 (10,700
AERS-06200 | 6 2 15 | 60 6 |11,000

+0~-0.03
+0.05(R1~2)

BUFE # R IR 2R v/ =i
CODENUMBER @D 2 L d ¥
AERS-01010 | 1 0.1 3 | 4 4 | 8330
AERS-01020 | 1 0.2 3 | 45 4 | 8,300
AERS-01030 | 1 0.3 3 | 45 4 | 8300
AERS-01520 | 1.5 | 0.2 5 | 45 4 | 8,200
AERS-01530 | 1.5 | 0.3 5 | 45 4 | 8,200
AERS-01550 | 1.5 | 0.5 5 | 45 4 | 8200
AERS-02020 | 2 0.2 6 | 45 4 | 7,700
AERS-02030 | 2 0.3 6 | 45 4 | 8,000
AERS-02050 | 2 0.5 6 | 45 4 | 8,300
AERS-02520 | 25 | 0.2 8 | 45 4 | 7,700
AERS-02530 | 25 | 0.3 8 | 45 4 | 8,000
AERS-02550 | 2.5 | 0.5 8 | 45 4 | 8,300
AERS-02575 | 25 | 0.75| 8 | 45 4 | 8,700
AERS-03020 | 3 0.2 8 | 50 6 | 8300
AERS-03030 | 3 0.3 8 | 50 6 | 8700
AERS-03050 | 3 0.5 8 | 50 6 | 9,000
AERS-03075 | 3 075 8 | 50 6 | 9,500
AERS-03100 | 3 1 8 | 50 6 | 9,800
AERS-04020 | 4 02 | 12 | 60 6 | 8300
AERS-04030 | 4 03 | 12 | 60 6 | 8800
AERS-04050 | 4 05 | 12 | 60 6 | 9,200
AERS-04075 | 4 075 12 | 60 6 (10,000
AERS-04100 | 4 1 12 | 60 6 | 9,700
AERS-04150 | 4 15 | 12 | 60 6 (10,000
AERS-05020 | 5 02 | 15 | 60 6 | 8500
AERS-05030 | 5 03 | 15 | 60 6 | 8800
AERS-05050 | 5 05 | 15 | 60 6 | 9,200
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2-Flute Radius End Mill

1B HIA4 %l SS#t S50C &% SCM SK#t FEH NAK
Work Materials Carbon Steel Alloy Steel Prehardened Steel
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Remarks:

1) Use arigid and precise machine and holder.

2) The run out with an end mill in a spindle should be within 0.01mm.

3) When using low speed machines, use the maximum speed but in stable rotation range and adjust the feed rate.
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	18ATOM総合カタログP088-113
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