EXCHANGEABLE HEAD END MILLS

IDENTIFICATION

IMX End Mill Series

EXCHANGEABLE HEAD END MILLS

K002

EHEAD
@ Basic Configurations @ Specifications ® Corner R. Coolant Hole

S Square H High Helix ex. S Peripheral(Side)
c Comer radius V | Vibration Control E?gg :’) ?nimm E End

F | For High Efficiency Machining C |End cutting edge(Center)
B Ball nose S |For Finish Machining None Without hole
R Roughing A |For Aluminium Alloys
CH Chamfer D |Duplex Corner Radius

F Fine Pi}ch

(Roughing)
T Taper
L Inclined
1
IMX12 | |[C| | 4| |HV]| [120] |[R100] |12] |S
@ Q@ ® @ ® ® @
@ Series Description-Fastening Size @ No. of Flutes ® Dia. @ Flute Length,Chamfer Angle
. . ex. ex. ex.
der ol b e ame. 40 4fue 120 12mm 122 12 $mm
(Truncate Decimal Places)
A45 — Chamfer Angle 45°
HEHOLDER

@ @ Figure ® Overall Length
—_ Undercut ex.
Straight LO80 = 80mm

Straight Oversize

> Olnlc

1° Taper Neck

Ul [12

C

IMX12
0)

©) @

NO17
®

L080
®

@

@ Series Description-Fastening Size

@ Shank Diameter

® Neck Length

@ Tool Material

The fastening size of the
head should be the same.

ex.

12 = 12mm

ex.
NO17 = 17.%mm
(Truncate decimal places)

ERUN-OUT ACCURACY AND HEAD EXCHANGE ACCURACY

Cc

Carbide

S

Steel

(mm)
Dia. DC Run-out accuracy for the peripheral cutting edge * Head exchange accuracy (Axial)
<25 0.015
+0.02
2¢25 0.020

* Use the carbide holder. (Except iMX-R4F roughing head)



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 hole, Sharp corner edge and Gash land

Helix Angle
Indicates the helix angle of the end mill.
End Cutting Edge with Coolant Hole
Peripheral Cutting Edge with
Coolant Hole
ﬁgl‘caat?s) thcezz;‘g:; rE\gagseharp corner edge.
E‘d?cjt?stgggj mill cutting edge has a gash land.
Correction factor by overhang length (Shoulder Milling)

Use by multiplying the recommended cutting condition by the correction factor by overhang length.
Refer to each recommended condition for the long cutting and offset type.

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.

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

@0 9309

(mm)
Carbon steel, Alloy steel, Mild steel, Copper, Pre-hardened steel, Carbon steel, Alloy steel, Austenitic stainless steel,
Work Copper alloys Alloy tool steel Ferritic and Martensitic stainless steels, Titanium alloy
Material AISI 1045, AIS| 4140, ASTM A36, AISI 1010 AISI P21, AISI P20, AISI 4340, SKD, SKT AISI 304, AISI 316, AISI 304LN, AISI 316LN,

AISI 410, AISI 430, AISI 431, AISI 420J2, Ti-6Al-4V

L/D Cutting Speed | Revolution | Feed per Tooth | Width of Cut | Cutting Speed | Revolution | Feed per Tooth | Width of Cut | Cutting Speed | Revolution | Feed per Tooth | Width of Cut
(m/min) (min-1) (mmit.) ae (m/min) (min-1) (mmit.) ae (m/min) (min-1) (mmit.) ae
2 100% 100% 100% 100% 100% 100% 100% 100% 100% 100% 100% 100%
3 100% 100% 100% 100% 100% 100% 100% 100% 100% 100% 100% 100%
4 80% 80% 90% 70% 80% 80% 90% 70% 80% 80% 90% 70%

EXCHANGEABLE HEAD END MILLS

5 60% 60% 80% 40% 60% 60% 80% 40% 60% 60% 80% 40%
6 50% 50% 70% 30% 50% 50% 70% 30% 50% 50% 70% 30%
7 40% 40% 70% 20% 40% 40% 70% 20% 30% 30% 60% 20%
8 40% 40% 60% 10% 40% 40% 60% 10% 30% 30% 50% 10%
9 30% 30% 60% 10% 30% 30% 60% 10% 20% 20% 50% 10%
. _______________________________________________________________|
Precipitation hardening stainless steel, Heat resistant alloys
Work Cobalt chromium alloy
Material

AISI 630, AISI 631 Inconel718

L/D Cutting S_peed Revqlution Feed per Tooth | Width of Cut | Cutting S_peed Revqlution Feed per Tooth | Width of Cut
(m/min) (min-1) (mmft.) ae (m/min) (min-1) (mmft.) ae
2 100% 100% 100% 100% 100% 100% 100% 100%
3 100% 100% 100% 100% 100% 100% 100% 100%
4 80% 80% 90% 70% 80% 80% 90% 70%
5 60% 60% 80% 40% 60% 60% 80% 40%
6 50% 50% 70% 30% 50% 50% 70% 30%
7 30% 30% 60% 20% 30% 30% 60% 20%
8 30% 30% 50% 10% 30% 30% 50% 10%
9 20% 20% 50% 10% 20% 20% 50% 10%
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EXCHANGEABLE HEAD END MILLS
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EXCHANGEABLE HEAD END MILLS

CLASSIFICATION

HEAD

(mm)
g Work Material
8 B H M| S N
Applications 3 Product Dia E g gl ¢
2™ 5 S|= ° 2 = o
TyPe| " EFeatures S| Code Shape pc |8[5|z HEEB ; &
g 225, | . |8l25 < 2
2 AR B
3 5|9 SIT|s é‘; 2 g
Slelw| B nlEfo|=
SQUARE
Square head, 3 flute, Irregular helix
3 |iMX-S3HV m“ 10—25 o|o olo|o| | koos
Square head, 4 flute, Irregular helix
10—32 K010
-
For Difficult-to- y
- 4 |iMX-S4HV —©| O ©10|0 —
cut Materials Square head, 4 flute, Irregular helix, Long cutting
edge type ,ﬁ*ia 3 16, 20 ° K010
Square head with coolant hole, 4 flute,
4 [iMx-sany.s | Imegular helix 0 - 10-25 |@| |o|o olo|o| | kom
Square head, 3 flute, For aluminium alloy
For Aluminium . - _
Alloys 3 [iMX-S3A h&;:ﬁ 10—28 O] K017
RADIUS
Corner radius head, 4 flute, Irregular helix
w 10—28 K032
4 |IMX-C4HV | ¢ orner radius head, 4 flute, Irregular helix, —(©|°© 61010
Long cutting edge type
16, 20 [ ] K033
e
For Difficult-to- Corner radius head, 4 flute, Irregular helix,
t Material i
cut Materials 4 |imx-canv-s With coolant hole 10-25 |@ olo ololo K034
; Corner radius head, Multi-flute,
6 |iMX-C6HV Irregular helix 10, 12 o0 0|0
10{iMX-C10HV m 16 0|0 o|o K040
12|iMX-C12HV 20,25 0|0 0|0
With coolant hole Multi-task corner radius end mill for high feed
For High Feed . cutting _
Machining | 4 [IMX-C4FD-C m:j_. 10—-25 |@| |o|o|o| |o|o|0 K042
i Corner radius head for high efficiency machining, 4 flute,
For High . Irregular helix i
Efficiency | 4 |iMX-C4FV ;~§ 10—25 0|0|0 K044
Machining .
Corner radius head, 3 flute,
For Aluminium . For aluminium alloy _
Alloys 3 |iMX-C3A ’@!I&i 10—28 O| Ko4s
: Corner radius, Taper head, Multi-flute,
8 [IMX-C8T-C | itk coolant hole 8 ® ©lo
10|iMX-C10T-C 10 ® 0|0
For Blade E K049
12|iMX-C12T-C 15,19 | @ 0|0
15[iMX-C15T-C 15,19 | @ 0|0




S Work Material
g E P H M|S N
£ =3 -
=] c| D >
Applications, | £ [ Product Dia. |[S[E 3| . 2] &
TYPe| " Foatures 5 Code Shape DC 85|z HER ; &
S OCla |3 @ |85/ |5
2 AL R
SEBUI,I'EE%%:
S|ew |8 |hlEgo|=
ROUGHING
Roughing head, 4 flute
For Difficult-to- | 4 |imx-RaF y 10—25 o|o ole|o| | kozo
cut Materials m
BALL
NEW Ball nose head, 2 flute, For hardened steels
2 |iMX-B2S m 16—20 ¢} K022
For Hardened
Steels NEW Ball nose head, 4 flute, For hardened steels
4 |iMX-B4S Dm 16—20 (©) K023
. NEW Ball nose head, 3 flute, Irregular curve,
For High For high efficiency machining
Efficiency 3 |iMX-B3FV 10—20 0|0 K024
Machining
Ball nose head, 4 flute, Irregular helix
4 |iMX-B4HV m 10—25 0|0 0|00 K026
Ball nose head with coolant hole, 4 flute,
For Difficult-to- . Irregular helix _
cut Materials | 4 |IMX-B4HV-E @ 10—25 | @ 0|0 ©|0|0 K027
Ball nose head, 6 flute, Irregular helix
6 |iMX-B6HV 'i 10—25 o|0 o|o K030
CHAMFER
Chamfer head, 3 flute
3 |iMX-CH3L @ 10—20 olo|o| |eo]|e K050
For Chamfer
; 0
Materials Chamfer head, 6 flute =
6 |iMX-CHeV ﬁ 12—20 olo|lo| |el|e K052 =
g
a
<
T
HOLDERS iy
-
2
The undercut type is available in medium, semi-long, and long lengths. §
£
Figure Length Taperangleoneside | Tool material| Page 3]
Medium Carbide K054 “
Undercut = 3 /| Semi-long -
Long Steel K055
; )| Semi-long _ ;
Straight = = = = Long Carbide K054
Straight
Straight Oversize ' | Medium - Steel K055
Taper neck ﬁl‘——‘ Long 1° Carbide K054
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