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complete cemented carbide proauction chain.

Jiangsu Tiangong Cemented Carbide Technology Co., Ltd. was established in 2021 and is affiliated to Tiangong International
Co., Ltd. It is a professional manufacturer, focusing on cemented carbide rods, cemented carbide cutting tools and indexable
inserts.

The company has a high-quality professional technical research and development team, a complete carbide production chain;

The backbone technicians of each process have many years of work experience;R&D and production equipments are domestic and
foreign advanced or industry top level. They meet the development and production needs of all kinds of cemented carbide
products. Production processes and methods are digitized and connected to production equipments, to ensure stable product
quality.

Parent company Tiangong International Co., Ltd. was established in 1981. It is a manufacturer that focus on the development
of advanced basic materials, key strategic materials, cutting-edge new materials and precision cutting tool manufacturers. TG
International was listed on the Main Board of the Hong Kong Stock Exchange in 2007. It is a national key high-tech enter-
prise, China's top 500 private enterprises in manufacturing, China hardware tools export quality safety demonstration enterprises and
the world's top two tool steel enterprises. TG International has China's first industrial production line of die steel and titanium alloy
powder metallurgy, provide reliable raw material support for tool production.

Our company is committed to providing customers with professional overall solutions and perfect services in 3C electronics,
molds, general machinery, automobiles, acrospace, military industries and other industries. All to product quality and service
quality first. The company adheres to the business philosophy of "everything starts from integrity", and works together with
customers for mutual benefit and win-win results.
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Product Code (Order Number) Instruction
Of Solid Carbide Cutting tool
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5D Internal Cooling

DP20 3N ) 0350
&5 WA TA4%d TR s Nz
Series | Workpiece Material | Processing Strategy Type Diameter
A
DP20 P. K\ M HJ]DI_ 3N 3Dt . 3.5mm 0350
Hole Making 3D External Cooling
A
5N soabE 10.1mm| 1010
5D External Cooling
3C 3DA% -
3D Internal Cooling
5DR%
sC M2

} 10 25
%71 WA i B DK LG 7
. . . . Tvpe Number of .
Series | WorkpieceMaterial Processing Strategy yp Flute Diameter Flute Length
E&EmT 3k
= LS General Machining . Square 2 0.5mm | 0.5 0.5mm | 0.5
=¥ IT Bk
P40 P.K.M . = - R . 3
High-performance Machining Corner Radius 5mm 5 5mm 5
E@EINT B3k
H20 P.K.H General Machining B Ball Nose 4
10mm 10 10mm 10
H =EMT TIRER
H30 High-speed Machining c Chamfer 5
T KT
H60 P.H Micromachining SN | Long neck and 6
flat head
=EIT KBk
M30 P.M — = - RN | Longneck 8
High-speed Machining rounded head
=XMMT KITIRK
A40 N High-performance Machining BN | Long-necked 10
ball head

30

Pl
Neck Length

S5mm 5

20mm 5

30mm 10

10

75

0.5

iz 2K TIRERR JIRERA
Shank Diameter Shank Diameter Corner Radius/Chamfer
5mm 5 75mm 150 0.05mm 0.05
20mm 5 100mm 100 0.5mm 0.5
30mm 10 25 150 1mm 1

<<< 10 me——
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Coating Introduction

01 #E%514% / Feature of Coating

REBTR

Coating name

AICrSiWN

4 FCHEE (HV0.05)

Vickers hardness

3300

BB Z K

Friction coefficient

0.4

K=z ARE(°C)
Maximum applicable
temperature

1100

BR5I8EE

Features and function

EnatENEERE, ERTHRMN. AW,
TEEM. SAEEEFME (S5HRCLLT) BZ A
NI, @AM,

High oxidation resistance and high adhesion,
suitable for milling of carbon steel, alloy steel,
stainless steel, titanium alloy etc. (under 55HRC).
Good versatility.
FOERIHIS T LMK ST

Long life in both dry cutting and wet cutting.

TiAIN

2900

0.35

900

EnatEMNEERE, ERF SN
I, B aEENNTFRNT, K& £ HEIN T,
High oxidation resistance and high adhesion,
suitable for milling of stainless steel, dry machining
of hardened steel and drilling of titanium alloy.

TIiAICrSiN

4000

0.35

1100

BEENENE MY, ST BEEMEHIEI
TITHKRSmAMEREL.

High Hardness and high oxidation resistance.
Enables long life and high efficiency in machining
of high hardness materials.

ERBEEMEH(55HRCLLE) TR T 212 S
BIERE,

Exhibits amazing performance when cutting
high-hardness,materials(55HRC or higher).

AICrN

3200

0.35

1100

PVDGRIAE, BARIFIMEN. MIERAE
EE, AUEHARIROREMNT. ERTN
HFRIF WM RIEER T,

PVD nano coating has good wear resistance,
toughness, and thermal stability, which can achieve
stable processing under different working conditions.
Suitable for general processing of steel parts and
stainless steel materials.

TiSiAIN

3300

0.45

1100

BENSEPVDANKAE, AE RIFAIMEERM
it ERTEEMEEERMI.

The high hardness PVD nano coating containing
silicon has good wear resistance and toughness,
and is suitable for universal processing of high
hardness materials.

E—— ] >>>
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UOID1} JO JUBIDIYD0D)

>Z

() Tt B o

pART

IR

;‘g

RAETHIEHENRER, AMAIENE TEEMRELE

By controlling the crystalline structure at nano level, hardness and oxidization resistance are greatly improved.

1200

1000

800

600

400

0.5

0.4

0.3

0.2

0.1

BESEWRE

Hardness and oxidation temperature

02 #PVD;&E R / Positioning of Nano PVD Coating

ALCrN QTiSiALN

2000 2500 3000 3500 4000
BERE (HV)
Hardness
W ST
Hardness and lubricant properties
s
"Ml
Q >
2000 2500 3000 3500 4000
B (HV)
Hardness
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Introduction of Tool Series

P20 &% ses@mmTrsts

P20 series general machining end mill for steel

O@E (K RAMEME KA AL RIRIE;
OTIE . QKIZNERIGIT, RIEEFYE;
ORI E AR, RIET] RE R
@FE  RAESIHAICTRRE, TR Ak Itae BBt mS;
O QREL MM B E N FRE Ay = 2= IHI N T
OERATFEBM (SHRCAS) . BFHEMEIHERAMI ;
OERT/ IR KB EFIN T ; KTTRIEHMSIN T, e A FEE8MmT;
@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @ Large helix angle design ensures sharpness;
@Special front and rear corner design ensures blade strength and wear resistance;
@ Coating:Adopting AlCr coating containing Si, it has excellent wear resistance, oxidation resistance, and lubrication performance;
@ Application:@ Can achieve efficient cutting from ordinary steel to pre hardened steel;
@Suitable for general processing of materials such as ordinary steel (< HRC48) and cast iron;
© suitable for surface milling with small cutting depth and large cutting width; Side milling with large cutting depth
and small cutting width can also be used for shallow groove milling;

P21 &% susemmTzsts

P21 series general machining end mill for steel

@E(F  FRAMBEMERIARERER;
@I @EFMNIIRITI 5T ABERESIE;

O aIEAIRIT, RIET] 58 E RN ;
@R F  RAASIHAICTRARR, MBS AR DBIERENE;
OL A QR EIMM B ENE TR A= R IHI N T

OEFH T Ei@ M (SHRC48) (B EMEIABAMT ;

OERT/IMIR ATIRENEHEIN T ; KYDLR IR T, thel A F %8N T ;
@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @The combination of sharp cutting edges and tool strength is reasonable;

@Special front and rear corner design ensures blade strength and wear resistance;
@ Coating:Adopting AlCr coating containing Si, it has excellent wear resistance, oxidation resistance, and lubrication performance;
@ Application:@ Can achieve efficient cutting from ordinary steel to pre hardened steel;
@Suitable for general processing of materials such as ordinary steel (< HRC48) and cast iron;

© Suitable for surface milling with small cutting depth and large cutting width; Side milling with large cutting depth
and small cutting width can also be used for shallow groove milling;

=

P30& 5 wesmmTrstn

P30 series high-speed machining end mill for steel

Q@E(K  FAMBME RN IENEM;

O 712 EISNS BE S A R AT R T RARIF, (RIET] 38

@R E RAESIHAICTRRR, EARE. =R WER;

ONF: QERTLBMW. Hek. FHME (S48HRC) IBE & SIS EMEIEBMIBMI;

OER TR KUITEBIEHE; KUNR. IDBERIMIEE ; T15R/)VF0.5DAEABHE ;

@ Substrate: A matrix that combines wear resistance and fracture resistance;

@ Geometry: Arc shovel grinding rear corner and special blade tip protection to ensure blade strength;

@ Coating:Using Si containing AlCr coating, stable, high temperature resistant, and wear-resistant;

@ Application:@ Suitable for semi precision machining and precision machining of materials such as ordinary steel, cast iron,
stainless steel (< 48HRC), aluminum alloy, copper alloy, etc;

@ Suitable for surface milling with small cutting depth and large cutting width; Side milling with large cutting
depth and small cutting width; Shallow groove milling with a cutting depth less than 0.5D;

—— ] 3 >>>

P =R

P =R

P40 &A% smummmTrsts

P40 series high-performance machining end mill for steel

@E (K RAMEME KA AT AIERE;

@713 ORAFFAE, FFERIT, MEMLENLS;
OUAEILIT, HIBIEREMS
O H7IOLE, 195570, 1E587) A58 E;

@R F RARNBMRESSIHAICRRE, RIETIERMEYE;

O A EEEEW (SHRCA8) (. FFEW. RS SEMEIEEHE. MBS HESMHMIA N ERTAIR
ANERIZRNL, AR R LD A ARHESEIN T, e LU FAULR MBI T ;

@ Substrate: Goed wear resistance and fracture resistance;
@ Geometry: @ Adopting unequal tooth pitch and unequal spiral design, with excellent anti-vibration performance;
@U-shaped groove design, excellent chip removal performance;
X Special edge treatment, uniformly passivate the edge, enhance the edge strength;
@ Coating:Adopting the latest high-performance AlCr coating containing Si to ensure high wear resistance of cutting tools;
@ Application:Suitable for groove milling, side milling, and dynamic milling of materials such as ordinary steel (< HRC48), cast iron, stainless steel,

titanium alloy, etc;Suitable for efficient machining of large cutting depth and wide cutting width, as well as slot milling within a cutting

depth of 1D. It can also be used for side milling precision machining of large cutting depth and small cutting width;

P45 &A% smummmTrsts

P45 series high-performance machining end mill for steel

O@E (K AT EM KA ARV,
O71E: ORAKBIELIT, HIBHREMNS;
OK/NEILIT, ER SN TR RERIEA TS RIMIE 5
O T O, LTI 0, 1E387] 58 E ;
@FE  REARMSMAESSIVAICIRRE, RIET)ASMEY;
O ESE M (SHRC48) 58k TR, RS EEMEIES. Bt RMSHESMHINT AN ERTF AR
KENBEHERINT, URTR1DARBESIN T, Rl A F AR MIEAMESHEMT ;
@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @Adopting a large spiral design, it has excellent chip removal performance;
@ Large and small groove design, suitable for efficient processing while ensuring excellent rigidity;
©Special edge treatment, uniformly passivate the edge, and enhance the strength of the edge;
@ Coating:Adopting the latest high-performance AlCr coating containing Si to ensure high wear resistance of cutting tools;
@ Application:Suitable for groove milling, side milling, and dynamic milling of materials such as ordinary steel (< HRC48), cast iron, stainless

steel, titanium alloy, etc;Suitable for efficient machining of large cutting depth and wide cutting width, as well as groove milling
within a cutting depth of 1D. It can also be used for side milling precision machining of large cutting depth and small cutting width;

P50& 5! smummTzsn

P50 series micro machining end mill for steel

OE K . RABSEENEASER, HERDAMISS:
OTIE: QEHEEMNTIZHERE  IKKIL R, RINIE B RARERAEE (h5);

O HIAE R KBTIgIT;
@R 2  RASMAEAICTSINGKRE, TR TER;
ON A ERTREEATIL M. AW FEMW. 7. B S EFME (BE <HRC55) B AEHMNT;
@ Substrate: Using ultra-high hardness ultra-fine grain substrate to ensure tool processing life;
@ Geometry: @High precision diameter accuracy, ball head contour, R-arc contour, and shank accuracy (h5);

@ Special angles and long avoidance design;

@ Coating:Adopting high-performance AICrSiN nano coating, high temperature resistance and wear resistance;

@ Application:Suitable for deep groove micro machining of carbon steel, alloy steel, quenched steel, copper, aluminum alloy and other materials
(hardness < HRC55) in the precision mold industry;

ﬁ
l
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Introduction of Tool Series

H30& %! sewmmmEmTs

H30 series high-speed machining end mill for high-hardened steel

P60 5! semmT s

P60 series roughing end mill for steel

- (RAESEEREHA S o
Ok AT RMEREL D alio R A s SR
O 7% IR SRR EE T, M THI =GR, RSN, B RS .?; PSS S?mf; ol ﬂ_ﬁl = i:;f' éﬂb o IT;
OHE  RABMAESSANRE, AR HER; . o uissleli e ;;lfl’ -
. R w| B = VL ~ 1l Y& N N 5
O B T BN <48HRC) BHEHEMENT, SR EMES LB T 45-62HRCT AXI B AL A0S 4
ERTATIRNMIEMGEI T, IR MIZREMT
@ Substrate: A substrate with both wear resistance and anti-chipping properties. @ Substrate: Using ultra-high hardness ultra-fine grain matrix to ensure tool processing life:
@ Geometry: Features a standard wavy tooth design, generating fine and short chips during processing, @ Geometry: The unique groove design combined with fine grinding technology achieves high-quality processing of high hardness steel;
reducing cutting force and offering excellent chip removal performance. @ Coating: Adopting a high hardness coating containing Si, it has excellent wear resistance and high-temperature wear resistance;
@ Coating: Equipped with a high-performance nano-coating containing silicon, which is resistant to high temperatures and wear. @ Application: Suitable for semi precision machining and precision machining of 45~62HRC pre hardened steel, quenched steel, and high
@ Application: Suitable for rough machining of common steel (< 48HRC), cast iron and other materials, with a high metal removal rate. hardness steel;
Suitable for side milling with large cutting depth and small cutting width, and precision machining with small cutting depth
and small cutting width
— . = =2 2 ==
M30& 5! Fesmesmmr et H30+& 5! semsemTznen
M30 series high-speed machining end mill for stainless steel H30+ series high-speed machining end mill for high-hardened steel
= . B RE - -
OEH RARMMELMEATLES oL REBERENBAREE, BENANTES:
O@7]24EH) @I 7] 1%, BB R TR T B ALE R AR = 3 52 s b7 E A i .
O ot et O7IE: ST EARNERST, EAMTERENT;
0 EATAN S natu;'uﬁ;ﬁ o O3 RASSINEEEAR, HENE LA BERIERS;
RI= LK Ri= A =7 2 N . = N
our ‘:AH; At (SHRCAS) A% %s*iwn ;iaéﬁﬂaﬁii%;;m: BREAATFIMISENENONTR OFLFE: BT 45 C2HRCITGRIL, PRI, MRS I T TR
W N N N SIS Fr=/NHESHY . - -
I asE = PENHE IR ATe e = ’ EA AT AR MRS TR IR ESEINT 5
@ Substrate: Adopting ultrafine particle matrix with good wear resistance
® Geometry: @Unique blac'le design can effec'tlvely prevent the occufren'ce of chip adhesion problems @ Substrate: Using ultra-high hardness ultra-fine grain matrix to ensure tool processing life:
@Unequal spiral and unequal pitch design, excellent seismic performance P . . . s L . . T
. . o N N ) . eometry: The multi blade design has good overall rigidity and is suitable for high-precision machining;
@ Coating: TIAIN coating is adopted, which reduces the cutting resistance of the tool and offers excellent high-temperature @ Coating: X . . P . . . .
N K oating:Adopting a high hardness coating containing Si, it has excellent wear resistance and high-temperature wear resistance;
resistance and wear resistance. L . . . . . L
L N N . - . . L . @ Application:Suitable for semi precision machining and precision machining of 45~62HRC pre hardened steel, quenched steel,
@Application: Suitable for high-speed precision machining of steel parts (SHRC48), cast iron, stainless steel, titanium alloy and other materials, and high hardness steel;
especially suitable for machining conditions with small and uniform cutting allowances. s s Suitable for side milling finish machining with large depth of cut and small width of cut, as well as face milling with small depth of cut.
1 S —t = Il S Y. —t
H20 &% smmsmmTast | HA40 AR5 smmiamT s
H20 series general machining end mill for high-hardened steel H40 series high-feed machining end mill for high-hardened steel
Q@EF: XA RFME BTN B, 1 1 Q@E (K RF REFMI B AR
@71E : @ KIEHERIET, RIEEFIY; \ @712 @RI KEIMLiT, RIMSHLAMNT ;
OIS TFIE AL, FRIET] (52 E Rt ; ORI RRIFIGIT, FRTIR T OB E KAET] ;
@R F  RAASIHAICTRARR, TEMRE. AR BRI E; @R F  RAASINBERE, MEMRERNALLRERLS;
ON QLM E BN TR M= IR T ON A QR LI MITEE N E A SRR AI = # A IR T ;
OEATFEBM (SHRCS5) . BFEHEMEIHEMAMI; OiEAT35~65HRCHEEMFIHAMT ;
OERTF/IMIR ATIENEHIN T ; KILRIZEHIMISIN T, thel A F %85 T ;
. . . o . @ Substrate: Adopting ultrafine particle matrix with good wear resistance;
@ Substrate: Adopting ult.raflne partlc.le matrix with good wear resistance; @ Geometry: @ Large curved bottom edge design, achieving high feed processing;
® Geometry: @ Large. helix angle design e}'\sures sharp-ness; . . @Special blade tip protection design ensures the strength of the cutting edge and resistance to chipping;
) e S'peaal rake a'ngle andvre'llef a.n.gle design ensures cutting edge str.eng'th and'wear resistance; @ Coating:Adopting a high hardness coating containing Si, it has excellent wear resistance and oxidation resistance;
@ Coating:Adopting AlCr coating containing Si, it has excellent wear resistance, oxidation resistance, and lubrication performance; @ Application:@ Can achieve high feed cutting from pre hardened steel to quenched high hardness steel;
@ Application:@ Can achieve efficient cutting from ordinary steel to pre hardened steel; @suitable for rough machining of 35~65HRC high hardness materials;
@ Suitable for general processing of materials such as ordinary steel (< HRC55) and cast iron;
© Suitable for surface milling with small cutting depth and large cutting width; Side milling with large cutting depth and
small cutting width can also be used for shallow groove milling;
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Introduction of Tool Series

H50 &% mmsmumTiT s

H50 series micro machining end mill for high-hardened steel

@K RAMFM AR,
@712 OEBEFHRTHEERS, BRMIREN;

ORI E IR, RIET] RE R
@R E  RAESIHEIERRE, WMEMRE. MELIEEe DB NS;
O @B I MFRRE N E A S EM A= IHI N T

@iEF T45~65HRCHIEREMEIENEINTI. 45T ;
@ Substrate: Using a matrix with excellent wear resistance;
@ Geometry: @ Superior dimensional accuracy control ensures processing stability.;

@ Special front and rear corner design ensures blade strength and wear resistance;
@ Coating:Adopting a high hardness coating containing Si, it has excellent wear resistance, oxidation resistance, and
lubrication performance;

@ Application:@ Can achieve high-speed cutting processing from pre hardened steel to quenched high hardness steel;
@ Suitable for precision machining and semi precision machining of 45~65HRC high hardness materials;

S40 AR5 maasmumTs
S40 series high-performance machining end mill for heat-resistant super alloy

O@E (K RATMEE R IERIER R

@713 RAFFEE, FFEIRIT, MBRLENS;

O@F=  RAZINRE, MR ERE;

OFLL A HESEEW (SHRC48) . 5% AWM. B EN. HIE A S EMRBES. NS RESHESHMISR;
BERATFATIRATIERIRIINL, UK EIR0.5D ANEIEHEIN T, LRI AR F AR /M ERIMISAREI T ;

@ Substrate: Amatrix that combines wear resistance and fracture resistance;

@ Geometry: Adopting unequal tooth pitch and unequal spiral design, with excellent seismic performance;

@ Coating: ZrN coating for excellent anti-adhesion properties;

@ Application:Suitable for groove milling, side milling, and dynamic milling of materials such as ordinary steel (< HRC48), cast iron, stainless
steel, high-strength steel, and high-temperature alloys;
Suitable for efficient processing of large cutting depth and width, as well as groove milling processing with a cutting depth of less
than 0.5D. It can also be used for side milling precision processing of large cutting depth and small cutting width;

A40ZR 5 smasmsmT s

A40 series high-performance machining end mill for aluminum alloy

@E (K RAMEME KA IERIRE;
O71E: @ RAFTFAIE, FFEIERIT, RN
@ URIEIRIT, BB RS
© FLEEIR, RN TRARE;
O@FE: BTN TR ARRME;
QLA EANESE. BEEFMEIAIESE. NSt RE ST ; AT SSBURE— LT ;

@ Substrate: A matrix that combines wear resistance and fracture resistance;

@ Geometry: @ Adopting unequal tooth pitch and unequal spiral design, with excellent seismic performance;
© U-shaped groove design, excellent chip removal performance;
© Clear edge margin design to ensure the quality of the processed surface;

@ Coating:White knife and rainbow coating are optional;

@ Application:Suitable for groove milling, side milling, and surface milling of copper alloys, aluminum alloys, and other materials;
Can achieve integrated processing of coarse and fine;

—_— T
— SN
—_— T

AGOZR S ssasmmTistn

A60 series roughing end mill for aluminum alloy

Q@A : % AM BN RInA R
@71 : QKFifIgit, RIRTIERAIM,;
@ITiK 7%, BREIEIA, RS N TR,
OB TIEHIFLAME, HIRHER IR ;
Q®RET;
ON A EEHER. IBESEMENIER. NPt RESESHEMT;

@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @ Large front angle design to ensure tool sharpness;
© Rear wave edge design reduces cutting force and improves machining efficiency;
©The front blade surface is polished to ensure smooth chip removal;
@ Coating:None;
@ Application:Suitable for rough machining such as groove milling, side milling, and surface milling of copper alloys, aluminum
alloys, and other materials;

T40 A5 skasmumTsn
T40 series high-performance machining end mill for titanium alloy

Q@E (K FAMEM RIAHEEREE;
@712 QRBFFLE, FFEIERIT, EMLEENS;
@UEUERIT, HIBHREM S
ORI AR, 195570, 1E587) 58
@R E  RAZINRE, MERAVALE 1ERE;
O A EEEREN. AT EMEINIES. MBSt RAHEHEZSHINTAR;
ERTARIIRATIZHIEBIN L, MR IR0.5D ARBIAEHEIN T, el AR FALNR. I ERIMEEEM T ;
@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @ Adopting unequal tooth pitch and unequal spiral design, with excellent seismic performance;
© U-shaped groove design, excellent chip removal performance;
© Special edge treatment, uniformly passivate the edge, and enhance the strength of the edge;
@ Coating:Employing ZrN coating, it exhibits excellent anti-adhesion performance.
@ Application:Suitable for various processing methods such as groove milling, side milling, and dynamic milling of high-strength steel,
titanium alloys, and other materials;

Suitable for efficient processing of large cutting depth and width, as well as groove milling processing with a cutting depth of less
than 0.5D. It can also be used for side milling precision processing of large cutting depth and small cutting width;

. A Ak, Apde A
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Selection Criteria Table of Product

THME
Workpieces Material
M K H N
71iZEE "
o] B;de AR BT 1234 56 123 123 12 34 Esgﬂ 123 4 5 123
Knife shape Diameter Dimension Cutting BN, AEN  sawm TN EEN '.%-gﬁw g '?sggmu ) HEe EG%};&%?
Page Parameters Page Carbon Steel NEIRESS Hardened Hardene ! Aluminium  Copper o HeatResistant Titanium
Range & g Alloy bl s Casgiren Steel Steel Ha;ctlsgle d Alloy Alloy C?An;fe(:is:le SuperAlloy Alloy
<HRC35 <HRC48 <HRC35 HRC45~55 HRC55~65 >HRC65
27)F3K
P20-S2 2-Fulte, Square D1-D12 P26 P102 o o O o O
A7)k
P20-S4 4-Fulte, square D1-D20 P27 P109 o o O [ O
27]Ef3k
P20 P20-R2 2-Fulte, Corner Radius D2-D10 P29 P102 o [ O [ O
A7]Efk
P20-R4 4-Fulte, Corner Radius D1.5-D20 P30 P109 ([ o O [ O
271Bkk
P20-B2 2-Fulte, Ball Nose D1-D12 P31 P110 ([ [ O [ ] O
A7)k
BRI T 8T P21 P21-S4 4-Fulte, Square D1-D20 P33 P111 [ [ O [ O
Endmill for Steel General B
Machinin JIH=
g P30-S2 2-Fulte, Square D0.5-D20 P36 P112 o [ [ [
471Fk
P30-S4 4-Fulte, Square D1-D20 P37 P113 ([ o [ [
27]EfAk
P30-R2 2-Fulte, Corner Radius D3-D12 P38 P112 ([ [ [ ()
P30 47 Efak
P30-R4 4-Fulte, Corner Radius D1-D20 P39 P113 [ [ [ [
27)Bkk
P30-B2 2-Fulte, Ball Nose D1-D12 P41 P114 o o [ [
A7IBKK
P30-B4 4-Fulte, Ball Nose D4-D12 P42 P115 ([ o [ [
A7)
P40-S4 4-Fulte, Square D1-D20 P44 P116 o o o o O )
P40 o g
A7]EIfAk
P40-R4 4-Fulte, Corner Radius D1-D20 P46 P116 [ [ [ [ O ®
A7)
S RTS8 T] P45-C4 4-Fulte, Chamfer D4-D20 P48 P117 o [ o ) O Y
Endmill for Steel High P45 -
b AT]Efk
Performance Machining P45-R4 4-Fulte, Corner Radius D6-D20 P49 P117 (] [ [ [ ) O )
571
P45+-C5 5-Flute, Chamfer D6-D12 P50 P118 ([ [ [ [ ] O )
P45+
57 Efk
P45+-R5 5-Flute, Corner Radius D6-D12 P51 P118 [ ] [ [ () @) ®

——— ] O >>>
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Selection Criteria Table of Product

THME
Workpieces Material
H N
J1iZEE '
TR Blade e Y4B BT 4 s 123 4 s 123
Knife shape Diameter  Dimension Cutting ST T‘ﬁgﬂu =P Has E% hgtﬁ
Page Parameters Page Carbon Steel Hardened ! Aluminium  Copper Faphite — oatResistant Titanium
Range & Steel ~ Hardened T, All Composite g o a, All
Steel oy oy Material uperAtioy oy
<HRC35 HRC45~55 HRC55~65 >HRC65
27)F3%
P50-S2 2 Fulte.Square D0.1-D0.9 P53 P119 Y o
271 FER
P50-SN2 2-blade deen groove Square D0.2-D0.8 P54 P119 ° ®
; N i AT )
Steﬂ?‘iﬁ?gﬁ;ﬁﬁﬂng P50 P50-54 4-blade deep groove Square D1-D3 P35 P13l o o
end mill 27)FRL
P50-B2 2-Fulte,Ball Nose DO0.1-D0.9 P57 P131 (] ()
27)F ARk
SN 2-blade deep groove ball head D0.2-D3 P8 P13l ® ®
P50-RN4 | A7VRAEIMK D1-D3 P59 P122 P P
4-blade deep groove rounded head
WA TIIE%T] 47)F3k
Steel rough machining end mill e F60-54 4-Fulte,Square b4-D20 Pel P137
M30-S4 ATIHK D1-D20 P63 P138
4-Fulte,Square
AWM IILEHT] s
Endmill for stainless steel M30 M30-R4 A7) BIf . D1.5-D20 P65 P138
high-speed machining 4-Fulte,Corner Radius
27]3K3k
LD 2-Fulte,Ball Nose D1-D12 P66
- 47173
SASERINT T T40-S4 4 Fulte Square D1-D20 P99 P146 O )
High efficiency machining T40
end mill for titanium alloy 47 Rk
T40-R4 4.Fulte,Corner Radius D1-D12 P100 P146 O o
RS REBMIIHT] sao-sa | PITS D2-D12 P96 P144 ° 0O
High efficiency end milling a0 4-Fulte,Square
cutter for high-temperature ATIEIB -
alloy processing S40-R4 4-Fulte Corner Radius D2-D12 P97 P144 o O
P20-54 2?I3l?iie‘:5quare D1-D16 P68 P139
B EA N Tt .ﬁ;}
Endmill for Hardened Steel _ A7) Bk )
General Machining H20 P20-R4 4 Fulte,Corner Radius D1.5-D20 P69 P139
27)3k3k
P20-B2 2-Fulte,Ball Nose D1-D12 P70 P139

<<< 22 IE—
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Selection Criteria Table of Product

T
Workpieces Material
] K H \|
TR
e 7?31[3;(1'363 . BT 1234 56 123 123 12 34 5 123 4 5 123
Knife shape Diameter Dimension Cutting BB AEW  aeq FEN o SN '.%-gﬁw ) iggﬂ =) s EG%};&%?
Page Parameters Page Carbon Steel NEIRESS Hardened Hardene ! Aluminium  Copper o HeatResistant Titanium
Range g & Alloy Alloy Steel G| ST Steel Steel Ha;ctlened Alloy Alloy ~ Composite SuperAlloy Alloy
eel Material
<HRC35  <HRC48 <HRC35 HRC45~55 HRC55~65 >HRC65
A7)k
H30-S4 4 Fulte,Square D1-D16 P72 P140 o o O
— . o 47 %
S RN T35 7) H30-R4 47gu.lt§’g; e Radiue D3-D12 P73 P140 ° o O
Endmill for Hardened Steel H30 .
High Speed Machinin TR S
Hr 2 H30-RN4 | APKFERX D6-D12 P74 P140 ° o O
4-Fulte,Corner Radius, with neck
i 2718k i
H30-B2 2-Fulte,Ball Nose D1-D16 P75 P141 o o O
= NEE NN T 5t 7] 67) Sk
High hardness steel high H30+ H30+-S6 > D6-D20 P77 P142 o o O
speed machining end mill 6-Fulte,Square
Il Lt H40 67) B3k ° ° ° ° O ° ° Y
Efficient processing of hig H40-R6 SRS . D6-D12 P79 P143
hardness steel end mill 6-Fulte,Corner Radius
2713k )
H50-S2 2-Fulte,Square D0.2-D0.9 P81 P119 ([ ] ([ ] o o O @ [ ) [ ]
H50-SN2 27VRAEK D0.2-D6 P82 P119 ) ) ) ) O o ) )
2-blade deep groove Square
RN T E% 7] QTR
High hardness steel micro H50 H50-B2 IS . D0.2-D0.9 P90 P131 ° ° ) ) O o ) )
machining end mill 2-Fulte,Corner Radius
H50-BN2 | 2RI D0.2-D6 POl P131 ° ° ° ° O [ ° °
2-blade deep groove ball head
H50-RN4 ATVRABER D1-D6 P86 P122 ° ° ® o O o ° °
4-blade deep groove Square
37k
A40-S3 3-Fulte,Square D1-D20 P102 P148 o o
AR RN IIIEkT] s
Endmill for Aluminium Alloy A40 A40-R3 37X . D1-D20 P103 P148 [ ] o
High Performance Machining 3-Fulte,Corner Radius
2718k
A40-B2 2-Fulte,Ball Nose D1-D12 P105 P149 o o
Aluminum alloy rough A60 A60-S3 § D3-D20 P107 P150 ® o
machining end mill 3-Fulte,Square

I ) 3 >>> <<< 2/ I
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P20-S2

27] F3L@AMIIIEET]
2-Flute, Square Endmill for General Machining

. — N [ -
P
Lc
L
A0S Eey BDEDIEEIEE
® ~ ° ° 0 O
TS 71#Z (D) 71K (Lc) HfE(d) 2K(L) EF
Ordering Code DIEN Flute Length Shank Dia. Overall Length Stock

P20-S2-1-3-4-50 1 3 4 50 O
P20-S2-1.5-4-4-50 1L 4 4 50 O
P20-S2-2-6-4-50 2 6 4 50 O
P20-S2-2.5-7-4-50 2.5 7 4 50 O
P20-S2-3-8-4-50 3 8 4 50 O
P20-S2-4-11-4-50 4 11 4 50 O
P20-S2-3-8-6-50 3 8 6 50 O
P20-S2-4-11-6-50 4 11 6 50 @)
P20-S2-5-13-6-50 5 13 6 50 O
P20-S2-6-15-6-50 6 15 6 50 O
P20-S2-8-20-8-60 8 20 8 60 O

I P20-S2-10-25-10-75 10 25 10 75 O
' ‘ P20-S2-12-30-12-75 12 30 12 75 O

if*i—m ”u Iﬁiﬁ” @ IREREFStock O FtiTAvailable Upon Order

P20 series general machining end mill for steel

O@E (K AT B KA LRI
@1 QKBIEMAILIT, (RIEERE;
O RIFEAIRIT, RIET] O33R E K ;
OF/E  RAESIHAICIRRE, MEME. AL IERE RABIEENRR;
O @FESE M B E N E TR A S R TIHIMN T ;
@iEATEEMW (SHRCA8) SEEAEMEIRERA T ;
OER TR AYIFEHIE S0 L AYLR AR LT, b B F %8sk T ;

@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @ Large helix angle design ensures sharpness;
@Special front and rear corner design ensures blade strength and wear resistance;

@ Coating:Adopting AlCr coating containing Si, it has excellent wear resistance, oxidation resistance, and lubrication performance;
@ Application:@ Can achieve efficient cutting from ordinary steel to pre hardened steel;

@sSuitable for general processing of materials such as ordinary steel (< HRC48) and cast iron;

© Suitable for surface milling with small cutting depth and large cutting width; Side milling with large cutting depth and small cutting width

can also be used for shallow groove milling;
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P20-S4 P20-S4
AT) @AM I EET] RIRA AT)FRIUBT]
4-Fluet,Square Endmill for General Machining 4-Fluet, Square Endmill for Mold Frames

Ss

Lc Lc
L L
ANESkey HBEEIEITIES A ESEes HEIEDIEEIES
i [\ ° ° O O I d ° © ©
TS 71%& (D) 7% (Lo) 12 (d) 2K(L) ITHS 7% (D) 7K (L) itz (d) 2K(L)
Ordering Code Dia. Flute Length Shank Dia. Overall Length Ordering Code Dia. Flute Length Shank Dia. Overall Length
P20-54-1-3-4-50 1 3 4 50 PY P20-54-10-35-10-75 10 35 10 75 )
P20-54-1.5-4-4-50 15 2 4 50 ° P20-54-10-45-10-100 10 45 10 100 )
P20-54-2-6-4-50 2 6 4 50 PY P20-54-10-50-10-100 10 50 10 100 )
P20-S4-2.5-7-4-50 2.5 7 4 50 ° P20-S4-10-55-10-100 10 55 10 100 o
P20-S4-3-8-4-50 3 8 4 50 P P20-54-12-36-12-75 12 36 12 75 )
P20-S4-3-12-4-75 3 12 4 75 ° P20-S4-12-50-12-100 12 50 12 100 ( J
P20-54-4-11-4-50 4 11 4 50 PY P20-54-12-52-12-100 12 52 12 100 )
P20-54-4-15-4-75 2 15 4 75 ° P20-54-12-55-12-100 12 55 12 100 °
P20-S4-3-8-6-50 3 8 6 50 [}
P20-S4-4-11-6-50 4 11 6 50 ® @ tREEREStock O FFiTAvailable Upon Order
P20-54-5-13-6-50 5 13 6 50 )
P20-54-6-15-6-50 6 15 6 50 )
P20-54-6-24-6-75 6 24 6 75 °
P20-S4-7-20-8-60 7 20 8 60 o
P20-S4-8-20-8-60 8 20 8 60 ([
P20-S4-8-25-8-75 8 25 8 75 [}
P20-54-8-32-8-100 8 32 8 100 )
P20-54-9-23-10-75 9 23 10 75 o
P20-54-10-25-10-75 10 25 10 75 )
P20-S4-10-35-10-100 10 55 10 100 ( }
P20-S4-12-30-12-75 12 30 12 75 [ }
P20-S4-12-37-12-100 12 37 12 100 )
P20-54-14-40-14-100 14 40 14 100 )
P20-S4-16-45-16-100 16 45 16 100 )
P20-S4-10-35-10-75 10 35 10 75 [ ]
P20-S4-10-45-10-100 10 45 10 100 o
P20-54-10-50-10-100 10 50 10 100 )
P20-S4-10-55-10-100 10 55 10 100 [ }
P20-54-12-36-12-75 12 36 12 75 )
P20-54-12-50-12-100 12 50 12 100 )
P20-54-12-52-12-100 12 52 12 100 )
P20-54-12-55-12-100 12 55 12 100 )

)] >>> <<< 28 mE—
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P20-R2

27 E Ak BAMIiIHT)
2-Flute, Corner Radius Endmill for General Machining

- _ N N
— e ~NY-
Lc r
22 @]

TS 71## (D) Elfa(r) 71K (Lo) WizE(d) 2K(L) EEE

L

€ EEEEEEEEEEES
[ ] [ ) O O

Ordering Code DIER Corner Radius Flute Length Shank Dia. Overall Length Stock

P20-R2-2-6-4-50-0.2 2 0.2 6 4 50 O
P20-R2-3-9-4-50-0.5 3 0.5 9 4 50 @)
P20-R2-4-11-4-50-0.5 4 0.5 11 4 50 O
P20-R2-5-15-6-50-0.5 5 0.5 15 6 50 O
P20-R2-6-16-6-50-0.5 6 0.5 16 6 50 O
P20-R2-6-16-6-50-1 6 1 16 6 50 O
P20-R2-8-20-8-60-0.5 8 0.5 20 8 60 O
P20-R2-8-20-8-60-1 8 1 20 8 60 O
P20-R2-10-25-10-75-0.5 10 0.5 25 10 75 O
P20-R2-10-25-10-75-1 10 1 25 10 75 O
P20-R2-10-25-10-75-2 10 2 25 10 75 O

E— )0 >>>

P20-R4

A7) Bl @AM
4-Flute, Corner Radius Endmill for General Machining

-
22 [\ foenf] S EENEEEEEE
[ J [ J O O

TES 71## (D) Elf(r) 71 (Lc) fz(d) 2K(L) B

Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock

P20-R4-1.5-4-4-50-0.2 1.5 0.2 4 4 50 °
P20-R4-2-6-4-50-0.2 2 0.2 6 4 50 °®
P20-R4-3-9-4-50-0.2 3 0.2 9 4 50 °®
P20-R4-3-9-4-50-0.5 3 0.5 9 4 50 °

P20-R4-4-10-4-50-0.2 4 0.2 10 4 50 L

P20-R4-4-10-4-50-0.5 4 0.5 10 4 50 o

P20-R4-4-12-4-75-0.5 4 0.5 12 4 75 °
P20-R4-4-10-4-50-1 4 1 10 4 50 °

P20-R4-5-15-6-50-0.5 5 0.5 15 6 50 °
P20-R4-5-15-6-50-1 5 1 15 6 50 °

P20-R4-6-15-6-50-0.2 6 0.2 15 6 50 °

P20-R4-6-15-6-50-0.5 6 0.5 15 6 50 °

P20-R4-6-18-6-75-0.5 6 0.5 18 6 75 °
P20-R4-6-15-6-50-1 6 1 15 6 50 °
P20-R4-6-18-6-75-1 6 1 18 6 75 °

P20-R4-8-20-8-60-0.5 8 0.5 20 8 60 °

P20-R4-8-24-8-75-0.5 8 0.5 24 8 75 °

P20-R4-8-35-8-100-0.5 8 0.5 35 8 100 °
P20-R4-8-20-8-60-1 8 1 20 8 60 °
P20-R4-8-35-8-100-1 8 1 35 8 100 °

P20-R4-10-25-10-75-0.5 10 0.5 25 10 75 °
P20-R4-10-35-10-100-0.5 10 0.5 35 10 100 °

P20-R4-10-25-10-75-1 10 1 25 10 75 °

P20-R4-10-35-10-100-1 10 35 10 100 °

P20-R4-10-25-10-75-2 10 2 25 10 75 °

P20-R4-12-30-12-75-0.5 12 0.5 30 12 75 °
P20-R4-12-35-12-100-0.5 12 0.5 35 12 100 °
P20-R4-12-30-12-75-1 12 1 30 12 75 °
P20-R4-12-35-12-100-1 12 1 35 12 100 °
P20-R4-12-30-12-75-1.5 12 15 30 12 75 °

P20-R4-12-30-12-75-2 12 2 30 12 75 °

P20-R4-16-40-16-100-1 16 45 16 100 °

P20-R4-20-45-20-100-1 20 1 45 20 100 °

A
A
A
w
o
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P20-B2

27]BKKBAMIIERT]
2-Flute, Ball Nose Endmill for General Machining

——

ESC

[P \\:Y

[ [ O O

1I5S 71%& (D) Bl (R) 1E(d) 2K(L) EF
Ordering Code DIER Corner Radius Flute Length SIELDIER Overall Length Stock
P20-B2-1-2-4-50 1 0.5 2 4 50 o
P20-B2-1.5-3-4-50 1.5 0.75 3 4 50 o
P20-B2-2-4-4-50 2 1 4 4 50 ([
P20-B2-2.5-5-4-50 2.5 1.25 5 4 50 o
P20-B2-3-6-4-50 3 1.5 6 4 50 o
P20-B2-4-8-4-50 4 2 8 4 50 o
P20-B2-4-8-4-75 4 8 4 75 o
P20-B2-5-10-6-50 5 2.5 10 6 50 (]
P20-B2-6-12-6-50 6 12 6 50 o
P20-B2-6-12-6-75 6 12 6 75 o
P20-B2-7-14-8-60 7 3.5 14 8 60 o
P20-B2-8-16-8-60 8 16 8 60 o
P20-B2-8-16-8-75 8 4 16 8 75 o
P20-B2-9-16-10-75 9 4.5 16 10 75 o
P20-B2-10-20-10-75 10 5 20 10 75 o
P20-B2-10-20-10-100 10 5 20 10 100 o
P20-B2-12-24-12-75 12 6 24 12 75 o
P20-B2-12-24-12-100 12 6 24 12 100 o

E—— 3] >>>

@ TREEEStock O FEFiTAvailable Upon Order

P213%l

WM @AMIIIIRT]

P21 series general machining end mill for steel

Q@& (X FRAM BN EREE;
@712 QAT 5T RBEERSIE;
@551 faAILIT, (RIEV] OISR E KM AR ;
@R = RASSIAICTRRE, MR AL Itae HRMRENS;
O QRESEIM EE M E FRE A S R IEIN T ;
@O TEEW (SHRCA8)  SFxFMRIHERMT ;
OERTF/IVIR AYIERIE R0 T s RYLR /I ZERMEEI T, el A% 85T ;

@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @The combination of sharp cutting edges and tool strength is reasonable;
@Special front and rear corner design ensures blade strength and wear resistance;
@ Coating:Adopting AlCr coating containing Si, it has excellent wear resistance, oxidation resistance, and lubrication performance;
@ Application:@ Can achieve efficient cutting from ordinary steel to pre hardened steel;
@Suitable for general processing of materials such as ordinary steel (< HRC48) and cast iron;

© Suitable for surface milling with small cutting depth and large cutting width; Side milling with large cutting depth and small cutting width

can also be used for shallow groove milling;

<<< 32 IEEE—
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P21-S4

47) k=&ML ILHET]

4-Flute, Square Endmill for High-speed machining

BOSSEaw

71K (Lc)
Flute Length

IS

Ordering Code

71 (D)

S

Lc

P21-S4
A7) R EEMIILTRT]
4-Flute, Square Endmill for High-speed machining

L
‘
[ [ ] ©) @)

WiE(d)
Shank Dia.

2K(L)

Overall Length

B
Stock

=S

Ordering Code

71& (D)
DIER

S

#A1E(d)
Shank Dia.

Lc

2K(L)
Overall Length

L
it ..& e o O 0

71K (Lc)
Flute Length

P21-S4-1-3-4-50 1 3 4 50 o
P21-S4-1-4-4-75 1 4 4 75 o
P21-54-1.5-4-4-50 1.5 4 4 50 o
P21-5S4-1.5-4-6-50 1.5 4 6 50 o
P21-S4-2-6-4-50 2 6 4 50 o
P21-S4-2-6-6-50 2 6 6 50 ()
P21-54-2.5-7-4-50 2.5 7 4 50 [ J
P21-54-2.5-7-6-50 2.5 7 6 50 [ J
P21-S4-3-8-3-50 3 8 3 50 o
P21-S4-3-8-4-50 3 8 4 50 o
P21-54-3-8-6-50 3 8 6 50 o
P21-S4-3-9-4-50 3 9 4 50 o
P21-54-3-9-6-50 3 9 6 50 o
P21-54-3-12-4-75 3 12 4 75 [ J
P21-54-4-11-4-50 4 11 4 50 [ ]
P21-S4-4-11-6-50 4 11 6 50 o
P21-S4-4-15-4-75 4 15 4 75 o
P21-S4-4-16-4-100 4 16 4 100 o
P21-54-5-13-6-50 5 13 6 50 o
P21-54-5-18-5-75 5 18 5 75 [ J
P21-S4-5-20-5-100 5 20 5 100 [ ]
P21-5S4-6-15-6-50 6 15 6 50 o
P21-S4-6-24-6-100 6 24 6 100 o
P21-54-6-24-6-75 6 24 6 75 o
P21-54-6-45-6-150 6 45 6 150 o
P21-5S4-6.5-15-5-50 6.5 15 5 50 o
P21-54-6.5-15-8-60 6.5 15 8 60 [ ]
P21-5S4-7-20-8-60 7 20 8 60 o
P21-54-8-20-8-60 8 20 8 60 o
P21-S4-8-25-8-100 8 25 8 100 o
P21-54-8-25-8-75 8 25 8 75 o
P21-S4-8-30-8-75 8 30 8 75 o
P21-5S4-8-32-8-100 8 32 8 100 [ ]
P21-54-8-32-8-75 8 32 8 75 (]

P21-S4-8-50-8-150 8 50 8 150 [ J

P21-S4-9-23-10-75 9 23 10 75 [ J

P21-S4-9-25-10-75 25 10 75 o
P21-S4-10-25-10-75 10 25 10 75 @
P21-S4-10-30-10-75 10 30 10 75 o
P21-S4-10-35-10-100 10 35 10 100 [ J
P21-S4-10-40-10-100 10 40 10 100 [ J
P21-S4-10-50-10-100 10 50 10 100 [ J
P21-54-10-55-10-150 10 55 10 150 [ )
P21-S4-11-28-12-75 11 28 12 75 @
P21-S4-11-30-12-75 11 30 12 75 @
P21-S4-12-30-12-75 12 30 12 i[5 @
P21-S4-12-37-12-100 12 37 12 100 o
P21-S4-12-40-12-100 12 40 12 100 ()
P21-54-12-45-12-100 12 45 12 100 o
P21-S4-12-50-12-100 12 50 12 100 o
P21-S4-12-55-12-150 12 55 12 150 o
P21-S4-13-32-14-100 13 32 14 100 o
P21-S4-14-35-14-100 14 35 14 100 o
P21-S4-14-40-14-100 14 40 14 100 ()
P21-54-14-55-14-100 14 55 14 100 o
P21-S4-15-36-16-100 15 36 16 100 o
P21-S4-16-45-16-100 16 45 16 100 [ ]
P21-S4-16-55-16-100 16 55 16 100 o
P21-S4-16-70-16-150 16 70 16 150 [ J
P21-S4-16-80-16-150 16 80 16 150 o
P21-54-17-38-18-100 17 38 18 100 o
P21-S4-18-45-18-100 18 45 18 100 o
P21-S4-18-55-18-100 18 55 18 100 o
P21-S4-19-45-20-100 19 45 20 100 o
P21-S4-20-45-20-100 20 45 20 100 [ ]
P21-S4-20-55-20-100 20 55 20 100 ([
P21-54-20-70-20-150 20 70 20 150 o
P21-S4-20-80-20-150 20 80 20 150 o
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P30 series high-speed machining end mill for steel

O@E (K FRAMEMERInER ERIERAE;
O 7] 2 ESNsE S A RAFFRTIRRP, (RIEZ) 58 E ;
@R E RAESIAICTRRE, ARE. =&, THERR;
O A : QEATE BN, 55k FHWNE (S48HRC) (B . IS ESFMEIBIFEINIAEMT,
@& AT /IMIIR KIS E £ ; KUDR NI BRINSE ; 1R )VvF0.5DBYRAEE ;
@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: Arc shovel grinding rear corner and special blade tip protection to ensure blade strength;
@ Coating:Using Si containing AlCr coating, stable, high temperature resistant, and wear-resistant;
@ Application:@ Suitable for semi precision machining and precision machining of materials such as ordinary steel, cast iron, stainless steel (< 48HRC),
aluminum alloy, copper alloy, etc;
@ Suitable for surface milling with small cutting depth and large cutting width; Side milling with large cutting depth and small cutting width;
Shallow groove milling with a cutting depth less than 0.5D;
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P30-S2
27) R BEMIILEET]
2-Flute, Square Endmill for High-speed Machining

% S o \ ;o
IS

Lc
L
221 @ Lorli] L EAENENEN YRS
aE ~ ° ° ® @)
RS & (D) 7% (L) #2(d) £K(L) EtE
Ordering Code DIER Flute Length ShankDia. Overall Length Stock
P30-S2-0.5-1-4-50 0.5 1 4 50 O
P30-52-0.8-2-4-50 0.8 2 4 50 O
P30-S2-1-3-4-50 1 3 4 50 O
P30-S2-1.5-4-4-50 15 4 4 50 O
P30-52-2-6-4-50 2 6 4 50 O
P30-S2-2.5-7-4-50 2.5 7 4 50 O
P30-52-3-9-4-50 3 9 4 50 O
P30-52-4-11-4-50 4 11 4 50 O
P30-S2-4-15-4-75 4 15 4 75 O
P30-S2-2-6-6-50 2 6 6 50 O
P30-S2-3-9-6-50 3 9 6 50 O
P30-S2-4-11-6-50 4 11 6 50 O
P30-S2-5-15-6-50 5 15 6 50 O
P30-52-6-16-6-50 6 16 6 50 O
P30-S2-6-24-6-75 6 24 6 75 O
P30-S2-7-20-8-60 T 20 8 60 O
P30-52-8-20-8-60 8 20 8 60 O
P30-S2-8-25-8-75 8 25 8 75 O
P30-52-9-25-10-75 9 25 10 75 O
P30-S2-10-25-10-75 10 25 10 75 O
P30-S2-10-35-10-100 10 35 10 100 O
P30-S2-12-30-12-75 12 30 12 75 O
P30-S2-12-35-12-100 12 35 12 100 O
P30-S2-14-45-14-100 14 45 14 100 O
P30-52-16-45-16-100 16 45 16 100 O
P30-52-20-45-20-100 20 45 20 100 O

@ TREERFStock O FFiiTAvailable Upon Order
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P30-S4
47) k=&ML ILHET]
4-Flute, Square Endmill for High Speed Machining

E il i o

Edod

STED
s

Ordering Code

714 (D)
Dia.

DEStau

71 (Lc)
Flute Length

S

L
([ ] ([ ] (] O

#WiE(d)
Shank Dia.

Lc

2K(L)
Overall Length

EE
Stock

P30-54-1-3-4-50 1 3 4 50 °
P30-54-1.5-4.5-4-50 15 45 4 50 °
P30-54-2-6-4-50 2 4 50 °
P30-54-2.5-7-4-50 2.5 4 50 °
P30-54-3-9-4-50 3 9 4 50 °
P30-54-3.5-10-4-50 35 10 4 50 °
P30-54-4-11-4-50 4 11 4 50 °
P30-54-4-15-4-75 4 15 4 75 ol
P30-54-2-6-6-50 2 6 50 °
P30-54-3-9-6-50 3 6 50 °
P30-54-4-11-6-50 4 11 6 50 °
P30-54-5-15-6-50 5 15 6 50 °
P30-54-6-16-6-50 6 16 6 50 °
P30-54-6-24-6-75 6 24 6 75 °
P30-54-6-30-6-100 6 30 6 100 °
P30-54-8-20-8-60 8 20 8 60 °
P30-54-8-30-8-75 8 30 8 75 °
P30-54-8-40-8-100 8 40 8 100 °®
P30-54-10-25-10-75 10 25 10 75 °
P30-54-10-35-10-100 10 35 10 100 °
P30-54-10-50-10-150 10 50 10 150 °
P30-54-12-30-12-75 12 30 12 75 °
P30-54-12-40-12-100 12 40 12 100 °
P30-54-12-50-12-150 12 50 12 150 °
P30-54-14-45-14-100 14 45 14 100 °
P30-S4-14-60-14-150 14 60 14 150 °
P30-54-16-45-16-100 16 45 16 100 °
P30-54-16-60-16-150 16 60 16 150 °
P30-54-18-45-18-100 18 45 18 100 °
P30-54-18-60-18-150 18 60 18 150 °
P30-54-20-45-20-100 20 45 20 100 °
P30-54-20-60-20-150 20 60 20 150 °
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2-Flute, Corner Radius Endmill for High Speed Machining

NOESCey IR

&S

Ordering Code

7% (D)
DIER

Efa(r)

Corner Radius

71K (Lc)
Flute Length

Lc

AN

r

WE(d)
Shank Dia.

2K(L)

Overall Length

EE
Stock

P30-R2-3-9-4-50-0.2 3 0.2 9 4 50 @)
P30-R2-3-9-4-50-0.5 3 0.5 9 4 50 O
P30-R2-4-10-4-50-0.5 4 0.5 10 4 50 O
P30-R2-4-10-6-50-0.3 4 0.3 10 6 50 O
P30-R2-4-10-6-50-0.5 4 0.5 10 6 50 O
P30-R2-4-10-6-50-1 4 1 10 6 50 O
P30-R2-5-15-6-50-0.5 5 0.5 15 6 50 O
P30-R2-6-16-6-50-0.2 6 0.2 16 6 50 O
P30-R2-6-16-6-50-0.5 6 0.5 16 6 50 O
P30-R2-6-16-6-50-1 6 1 16 6 50 O
P30-R2-8-20-8-60-0.5 8 0.5 20 8 60 O
P30-R2-8-20-8-60-1 8 1 20 8 60 O
P30-R2-10-25-10-75-0.5 10 0.5 25 10 75 O
P30-R2-12-30-12-75-0.5 12 0.5 30 12 75 O

@ TREERFStock O FFiiTAvailable Upon Order
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P30-R4 P30-R4

ATJEfAkEEMITILHRT] ATJEfAkEEMIILHRT]
4-Flute, Corner Radius Endmill for High Speed Machining 4-Flute, Corner Radius Endmill for High Speed Machining

@ °© B B
. ; i —

@ ° _ _
. ; i —

L L
P
il [ N o o o O it [ N~ o o | e | O

TS 711 (D) Elfa(r) 71K (Lo) iz (d) 2K(L) BETF TES 71#& (D) Elfa(r) 71K (Lo) H1E(d) 2K(L) FEfF

Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock

P30-R4-1-3-4-50-0.1 1 0.1 3 4 50 () P30-R4-6-15-6-50-2 6 2 15 6 50 (]
P30-R4-1-3-4-50-0.2 1 0.2 3 4 50 () P30-R4-8-20-8-60-0.2 8 0.2 20 8 60 ()
P30-R4-1-3-4-50-0.3 1 0.3 3 4 50 ® P30-R4-8-20-8-60-0.5 8 0.5 20 8 60 ()
P30-R4-2-6-4-50-0.1 2 0.1 6 4 50 () P30-R4-8-25-8-75-0.5 8 0.5 25 8 75 ()
P30-R4-2-6-4-50-0.2 2 0.2 6 4 50 () P30-R4-8-35-8-100-0.5 8 0.5 35 8 100 ®
P30-R4-2-6-4-50-0.3 2 0.3 6 4 50 o P30-R4-8-20-8-60-1 8 1 20 8 60 o
P30-R4-3-6-4-50-0.1 3 0.1 6 4 50 () P30-R4-8-20-8-60-1.5 8 1.5 20 8 60 (]
P30-R4-3-6-4-50-0.2 3 0.2 6 4 50 () P30-R4-8-20-8-60-2 8 2 20 8 60 ()
P30-R4-3-9-4-50-0.3 3 0.3 9 4 50 ® P30-R4-10-25-10-75-0.5 10 0.5 25 10 75 o
P30-R4-3-6-4-50-0.5 3 0.5 6 4 50 () P30-R4-10-35-10-100-0.5 10 0.5 35 10 100 ()
P30-R4-4-10-4-50-0.1 4 0.1 10 4 50 () P30-R4-10-40-10-150-0.5 10 0.5 40 10 150 ®
P30-R4-4-10-4-50-0.2 4 0.2 10 4 50 o P30-R4-10-25-10-75-1 10 1 25 10 75 o
P30-R4-4-10-4-50-0.3 4 0.3 10 4 50 () P30-R4-10-25-10-75-1.5 10 1.5 25 10 75 (]
P30-R4-4-10-4-50-0.5 4 0.5 10 4 50 () P30-R4-10-25-10-75-2 10 2 25 10 75 ()
P30-R4-4-12-4-75-0.5 4 0.5 12 4 75 ® P30-R4-10-25-10-75-2.5 10 2.5 25 10 75 o
P30-R4-4-10-4-50-1 4 1 10 4 50 () P30-R4-12-30-12-75-0.5 12 0.5 30 12 75 ()
P30-R4-4-10-6-50-0.3 4 0.3 10 6 50 o P30-R4-12-36-12-100-0.5 12 0.5 36 12 100 o
P30-R4-4-10-6-50-0.5 4 0.5 10 6 50 ® P30-R4-12-45-12-150-0.5 12 0.5 45 12 150 o
P30-R4-4-12-6-75-0.5 4 0.5 12 6 75 () P30-R4-12-30-12-75-1 12 1 30 12 75 (]
P30-R4-5-15-6-50-0.5 5 0.5 15 6 50 () P30-R4-12-30-12-75-1.5 12 1.5 30 12 75 ()
P30-R4-6-15-6-50-0.1 6 0.1 15 6 50 ® P30-R4-12-30-12-75-2 12 2 30 12 75 o
P30-R4-6-15-6-50-0.2 6 0.2 15 6 50 () P30-R4-12-30-12-75-2.5 12 2.5 30 12 75 ()
P30-R4-6-15-6-50-0.3 6 0.3 15 6 50 o P30-R4-14-40-14-100-0.5 14 0.5 40 14 100 o
P30-R4-6-16-6-50-0.5 6 0.5 16 6 50 ® P30-R4-14-60-14-150-0.5 14 0.5 60 14 150 o
P30-R4-6-18-6-75-0.5 6 0.5 18 6 75 () P30-R4-16-40-16-100-0.5 16 0.5 40 16 100 (]
P30-R4-6-18-6-100-0.5 6 0.5 18 6 100 () P30-R4-16-50-16-150-0.5 16 0.5 50 16 150 ()
P30-R4-6-15-6-50-1 6 1 15 6 50 ® P30-R4-20-45-16-100-0.5 20 0.5 45 20 100 )
P30-R4-6-15-6-50-1.5 6 1.5 15 6 50 () P30-R4-20-60-16-150-0.5 20 0.5 60 20 150 ()
@ tREEREStock O FFiTAvailable Upon Order @ IREEFStock O FHFftiTAvailable Upon Order
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P30-B2

27) Bk EE I TILHET]

2-Flute, Ball Nose Endmill for High Speed Machining

DOSSw
0SS

STE S
s

Ordering Code

7% (D)
DIER

Ef(R)
Corner Radius

71K (Lc)
Flute Length

Lc \&

HA1E(d)
Shank Dia.

2K(L)
Overall Length

L
[ ] [ ] [ J O

EE
Stock

P30-B2-1-2-4-50 1 0.5 2 4 50 ()
P30-B2-1.5-3-4-50 1.5 0.75 3 4 50 o
P30-B2-2-4-4-50 2 1 4 4 50 o
P30-B2-3-6-4-50 3 15 6 4 50 ()
P30-B2-4-8-4-50 4 2 8 4 50 o
P30-B2-4-8-4-75 4 2 8 4 75 o
P30-B2-3-6-6-50 3 15 6 6 50 ()
P30-B2-4-8-6-50 4 2 8 6 50 o
P30-B2-5-10-6-50 5 2.5 10 6 50 o
P30-B2-6-12-6-50 6 3 12 6 50 ()
P30-B2-6-12-6-75 6 3 12 6 75 o
P30-B2-6-12-6-100 6 3 12 6 100 ()
P30-B2-8-16-8-60 8 4 16 8 60 ()
P30-B2-8-16-8-75 8 4 16 8 75 o
P30-B2-8-16-8-100 8 4 16 8 100 ()
P30-B2-10-20-10-75 10 5 20 10 75 ()
P30-B2-10-20-10-100 10 5 20 10 100 o
P30-B2-12-24-12-75 12 6 24 12 75 ()
P30-B2-12-24-12-100 12 6 24 12 100 ()

—— 4] >>>

@ IREEFStock O FHFftiTAvailable Upon Order

P30-B4
47) Bk BRI TILEET]

4-Flute, Ball Nose Endmill for High Speed Machining

BOSSe

[a]

e e

TS 714 (D) Bl (R) 71 (Lc) 112 (d) 2K(L) EfF

Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
P30-B4-4-8-4-50 2 8 4 50 o
P30-B4-6-12-6-50 3 12 6 50 ([ J
P30-B4-8-16-8-60 4 16 8 60 (]
P30-B4-10-18-10-75 10 5 18 10 75 ([
P30-B4-12-22-12-75 12 6 22 12 75 o

@ TREERFStock O FFiiTAvailable Upon Order
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P40-S4
A7) RSN T ILERT]
4-Flute, Square Endmill for High Performance Machining

. %

Lc

L
ez [@pLnp2] L EIEIEEEEEEEE

TS 7% (D) 7 (L) 2 (d) 2K R

Ordering Code ! Flute Length Shank Dia. Overall Length Stock
P40-S4-1-3-4-50 1 3 4 50 )
P40-S4-1.5-4-4-50 1.5 4 4 50 ®
P40-54-1.5-5-4-50 1.5 5 4 50 o
P40-54-2-6-4-50 2 6 4 50 e
P40-54-2.5-7-4-50 2.5 7 4 50 °
P40-S4-2.5-8-4-50 2.5 8 4 50 °
P40-54-3-8-4-50 3 8 4 50 o
P40-S4-3-9-4-50 3 9 4 50 )
P40-54-3-12-4-75 3 12 4 75 d
P40-S4-4-11-4-50 4 11 4 50 il
P40-S4-4-15-4-75 4 15 4 75 o
P40-54-4-16-4-75 4 16 4 75 (
P 4 0 I P40-S4-3-8-6-50 3 8 6 50 )
3N P40-S4-4-11-6-50 4 1 6 50 °
— —t P40-S4-4.5-12-6-50 4.5 12 6 50 )
% 14: (=1 ﬂh I] I M%ﬁﬂ P40-54-4.5-13-6-50 45 13 6 50 )
P40 series high-performance machining end mill for steel P40-54-5-13-6-50 5 13 6 50 °
@E (K R AMBEMY R HERVEIE; P40-54-5-25-5-100 5 25 5 100 °
O71%: ORAF SIS, FEBIELIt, RN P40-54-5-25-6-100 ° - 6 100 ¢
OUEMEIRIT, HEBHEEM R, P40-54-6-15-6-50 6 15 6 50 °
©15% 71 AR, 3995 7] O, 1438 7] 38 E; P40-54-6-18-6-50 6 18 6 50 hd
O:2 2 RASHSMAESSINAICIR AR, [RIE T ASMiEY; P40-54-6-24-6-75 g 24 9 [ bt
O E A EEM (SHRCA8) . F58k. FEW. KA SSMRIESR MBS RS HELHMI AN ; ERFT AR P40-S4-7-20-8-60 7 20 8 60 °
AUEEEINT, R YR1D ARRIFEEEIN T, o] LU F AYLR. MR MIEEAEI T P40-54-8-20-8-60 8 20 8 60 (]
P40-S4-8-25-8-75 8 25 8 75 °

@ Substrate: Goed wear resistance and fracture resistance;

@ Geometry: @ Adopting unequal tooth pitch and unequal spiral design, with excellent anti-vibration performance;
@®U-shaped groove design, excellent chip removal performance; @ i EEGEStock O EFiiTAvailable U pon Order
©Special edge treatment, uniformly passivate the edge, enhance the edge strength;

@ Coating:Adopting the latest high-performance AlCr coating containing Si to ensure high wear resistance of cutting tools;

@ Application:Suitable for groove milling, side milling, and dynamic milling of materials such as ordinary steel (< HRC48), cast iron, stainless steel,

titanium alloy, etc;Suitable for efficient machining of large cutting depth and wide cutting width, as well as slot milling within a cutting
depth of 1D. It can also be used for side milling precision machining of large cutting depth and small cutting width;
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P40-S4 P40-R4

AT)FREmMMIILHT] . o ATE ARSI ILHET]
4-Flute, Square Endmill for High Performance Machining 4-Flute, Corner Radius Endmill for High Performance Machining
Lc ) Lc r
L
il .‘-baa e e O O H= .~ — e o O O

iTES 7 () 7% (Lo) 1 (d) 2K() Et T8 7% (D) Efa(r) 7% (L) 12 (d) 2K() &t

Ordering Code DIEN Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
P40-54-8-32-8-100 8 32 8 100 ® P40-R4-1.5-4-4-50-0.2 15 0.2 4 4 50 ()
P40-$4-9-23-10-75 9 23 10 75 () P40-R4-2-6-4-50-0.2 2 0.2 6 4 50 o
P40-54-10-25-10-75 10 25 10 75 ° P40-R4-3-9-4-50-0.2 3 0.2 9 4 50 o
P40-S4-10-30-10-75 10 30 10 75 ® P40-R4-3-9-4-50-0.5 8 0.5 9 4 50 o

P40-S4-10-35-10-100 10 35 10 100 ° P40-R4-4-10-4-50-0.2 4 0.2 10 4 50 s
P I e 5 - ° P40-R4-4-10-4-50-0.5 4 0.5 10 4 50 ()
020-5412.30 1975 5 2 5 - ° P40-R4-4-10-4-50-1 4 1 10 4 50 o
P40-R4-4-12-4-75-0.5 4 0.5 12 4 75 o

fal el S 12 36 2 i d P40-R4-5-15-6-50-0.5 5 0.5 15 6 50 °
P40-54-12-37-12-100 12 37 12 100 L P40-R4-5-15-6-50-1 5 1 15 6 50 °
P40-S4-13-45-14-100 13 45 14 100 o P40-R4-6-15-6-50-0.2 6 0.2 15 6 50 o
P40-S4-14-45-14-100 14 45 14 100 () P40-R4-6-15-6-50-0.5 6 0.5 15 6 50 (]
P40-S4-15-45-16-100 15 45 16 100 ° P40-R4-6-15-6-50-1 6 1 15 6 50 ()
P40-S4-16-45-16-100 16 45 16 100 ° P40-R4-6-18-6-75-0.5 6 0.5 18 6 75 L
P40-54-16-80-16-150 16 80 16 150 ° PA40-R4-6-186-75-1 6 ! 18 6 S o
P40-54.18.45.18.100 18 25 18 100 ° P40-R4-8-20-8-60-0.5 8 0.5 20 8 60 ®
P40-R4-8-20-8-60-1 8 1 20 8 60 ®

P40-54-18-80-18-150 18 80 18 150 e P40-R4-8-24-8-75-0.5 8 0.5 24 8 75 ®
P40-S4-20-45-20-100 20 45 20 100 ° P40-RA-8-24-8-75-1 3 1 24 g 75 °
P40-S4-20-80-20-150 20 80 20 150 [ ] P40-R4-8-35-8-100-0.5 8 0.5 35 8 100 ()
P40-R4-8-35-8-100-1 8 1 35 8 100 [ )

@ tREEEStock O EFMiTAvailable Upon Order e Dz bl D0 10 0.5 25 L s hd
P40-R4-10-25-10-75-1 10 1 25 10 75 ®

P40-R4-10-25-10-75-2 10 25 10 75 o

P40-R4-10-35-10-100-0.5 10 0.5 35 10 100 ®

P40-R4-10-35-10-100-1 10 1 35 10 100 [ )

P40-R4-12-30-12-75-0.5 12 0.5 30 12 75 [

P40-R4-12-30-12-75-1 12 1 30 12 75 [

P40-R4-12-30-12-75-1.5 12 1.5 30 12 75 o

P40-R4-12-30-12-75-2 12 2 30 12 75 ®

P40-R4-12-35-12-100-0.5 12 0.5 35 12 100 o

P40-R4-12-35-12-100-1 12 35 12 100 [ )

P40-R4-16-40-16-100-1 16 40 16 100 [

P40-R4-20-45-20-100-1 20 45 20 100 °

@ tnEREFStock O &iTAvailable Upon Order
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P45-C4
A7) LA BESRMINIILEET]
4-Flute, Square Endmill for High Performance Machining

]
|
gl
]

155 712 (D) Ef (C) 71 (Lc) 1&1E(d) £K(L) e
Ordering Code ia. Chamfering (C) Flute Length Shank Dia. Overall Length Stock
P45-C4-4-11-4-50-0.04 4 0.04 11 4 50 (]
P45-C4-5-13-6-50-0.05 5 0.05 13 6 50 L
P45-C4-6-16-6-50-0.06 6 0.06 16 6 50 ®
P45-C4-8-20-8-60-0.08 8 0.08 20 8 60 L
P45-C4-10-25-10-75-0.1 10 0.1 25 10 75 L
P45-C4-12-30-12-75-0.12 12 0.12 30 12 75 [ J
P45-C4-14-45-14-100-0.14 14 0.14 45 14 100 ®
P45-C4-16-45-16-100-0.15 16 0.15 45 16 100 [ J
P45-C4-18-45-18-100-0.15 18 0.15 45 18 100 L
P45-C4-20-45-20-100-0.15 20 0.15 45 20 100 L
P45-C4-6-20-6-75-0.06 6 0.06 20 6 75 O
P45-C4-8-25-8-75-0.08 8 0.08 25 8 75 O
P 4 I P45-C4-10-30-10-100-0.1 10 0.1 30 10 100 O
3 LS P45-C4-12-35-12-100-0.12 12 0.12 35 12 100 O
—t i P45-C4-14-55-14-150-0.14 14 0.14 55 14 150 O
% FI: I% M’J I] IlL%;E]J P45-C4-16-55-16-150-0.15 16 0.15
b ) 55 16 150 O
P45 series high-performance machining end mill for steel P45-C4-18-55-18-150-0.15 | 18 0.15 55 18 150 o)
P45-C4-20-55-20-150-0.15 20 0.15 55 20 150 O

O@E (K RAMEM R ERIERE;

O OXRBKREIEIRIT, HBMEEMLSR;
O X/MEIRIT, B EMMN LR EERIERFTINIL;
OFF7IORIE, 355710, 1R 3R E;

@7 = RARMBILESSIHAICTRRE, RILTIAEMEY;

O ESE B (SHRCA8) . 358k RN KA S EFMHBER MR RHDSHESHMIS X ERFTAR
AUBERIEAINT, AR R 1D AR BIFEHENN T, ] LU F AR M BRI A5 T ;

@ IREEREStock O FfiTAvailable Upon Order

@ Substrate: A matrix that combines wear resistance and fracture resistance;
@ Geometry: @Adopting a large spiral design, it has excellent chip removal performance;
@ Large and small groove design, suitable for efficient processing while ensuring excellent rigidity;
©Special edge treatment, uniformly passivate the edge, and enhance the strength of the edge;
@ Coating:Adopting the latest high-performance AlCr coating containing Si to ensure high wear resistance of cutting tools;
@ Application:Suitable for groove milling, side milling, and dynamic milling of materials such as ordinary steel (< HRC48), cast iron, stainless steel,
titanium alloy, etc;Suitable for efficient machining of large cutting depth and wide cutting width, as well as groove milling within a cutting
depth of 1D. It can also be used for side milling precision machining of large cutting depth and small cutting width;
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P45-R4 P45+-C5

A7) E A kSN Ttk T] S57T)FkEIAERMIILIRT]
4-Flute, Corner Radius Endmill for High Performance Machining 5-Flute, Square Endmill for High Performance Machining

— W /] ==
i :--'._— %
OSSN ees

T5ES 71 (D) Elfa(r) 71K (Lc) WiE(d) £K(L) FE7F iTEe 7% (D) & (C) 7% (L) AZ(d) £E(L) B

Ordering Code Dia. Corner Radius Flute Length S ELDIER Overall Length Stock Ordering Code Dia. Chamfering (C) Flute Length Shank Dia. Overall Length Stock
P45-R4-4-11-4-50-0.2 4 0.2 11 4 50 ® P45+-C5-6-15-6-50-0.06 6 0.06 15 6 50 °
PA45-R4-5-13-6-50-0.2 02 13 6 50 d P45+-C5-8-20-8-60-0.08 8 0.08 20 8 60 °
PA45-R4-6-16-6-50-0.2 0.2 16 6 50 d P45+-C5-10-25-10-75-0.1 10 0.1 25 10 75 °
PASR4-820:8600.2 02 20 g &0 _ P45+-C5-12-30-12-75-0.12 12 0.12 30 12 75 °

P45-R4-10-25-10-75-0.2 10 02 25 10 £ hd P45+-C5-14-45-14-100-0.14 | 14 0.14 45 14 100 °

P45-R4-12-30-12-75-0.2 12 0.2 30 12 75 () D451.C5.16.45.16.100-0.16 1 016 5 1 100 °

P45-R4-14-45-14-100-0.2 14 0.2 45 14 100 ([

P45+-C5-18-45-18-100-0.18 18 0.18 45 18 100 ()

P45-R4-16-45-16-100-0.2 16 0.2 45 16 100 ()

P45+-C5-20-45-20-100-0.2 20 0.2 45 20 100 ()

P45-R4-18-45-18-100-0.2 18 0.2 45 18 100 ()

P45-R4-20-45-20-100-0.2 20 0.2 45 20 100 ° Pa5+-C5:6-2016-75-0.06 6 0.06 20 ° o b
D45 R 114.50.0.5 05 m . - ° P45+-C5-8-30-8-75-0.08 8 0.08 30 8 75 o
A5 RIS 1365005 s 5 . = ° P45+-C5-10-40-10-100-0.1 10 0.1 40 10 100 ()
P45 RA6.16.6.50.0.5 05 16 . s ° P45+-C5-12-45-12-100-0.12 12 0.12 45 12 100 o
P45-R4-8-20-8-60-0.5 0.5 20 8 60 o

P45-R4-10-25-10-75-0.5 10 0.5 25 10 75 °® @ iR EEEStock O FFiTAvailable Upon Order

P45-R4-12-30-12-75-0.5 12 0.5 30 12 75 o

P45-R4-14-45-14-100-0.5 14 0.5 45 14 100 ®

P45-R4-16-45-16-100-0.5 16 0.5 45 16 100 ()

P45-R4-18-45-18-100-0.5 18 0.5 45 18 100 ([

P45-R4-20-45-20-100-0.5 20 0.5 45 20 100 ()

P45-R4-4-11-4-50-1 4 1 11 4 50 ()
P45-R4-5-13-6-50-1 1 13 6 50 o
P45-R4-6-16-6-50-1 1 16 6 50 ()
P45-R4-8-20-8-60-1 1 20 8 60 ()
P45-R4-10-25-10-75-1 10 1 25 10 75 o
P45-R4-12-30-12-75-1 12 1 30 12 75 o
P45-R4-14-45-14-100-1 14 1 45 14 100 ()
P45-R4-16-45-16-100-1 16 1 45 16 100 o
P45-R4-18-45-18-100-1 18 1 45 18 100 ()
P45-R4-20-45-20-100-1 20 1 45 20 100 ()

@ 1R EEEFEStock O FEfiTAvailable Upon Order
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5-Flute, Corner Radius Endmill for High Performance Machining

IES 71% (D) Ef(r)
Ordering Code Dia. Corner Radius

71K (L)
Flute Length

#1E(d)
Shank Dia.

2K(L)
Overall Length

EEF
Stock

P45+-R5-6-15-6-50-R0.5 6 0.5 15 6 50 ([
P45+-R5-8-20-8-60-R0.5 8 0.5 20 8 60 [ J
P45+-R5-10-25-10-75-R0.5 10 0.5 25 10 75 ]
P45+-R5-12-30-12-75-R0.5 12 0.5 30 12 75 [
P45+-R5-14-45-14-100-R0.5 14 0.5 45 14 100 [
P45+-R5-16-45-16-100-R0.5 16 0.5 45 16 100 [ J
P45+-R5-18-45-18-100-R0.5 18 0.5 45 18 100 ([
P45+-R5-20-45-20-100-R0.5 20 0.5 45 20 100 [ J
P45+-R5-6-20-6-75-R0.5 0.5 20 75 (]
P45+-R5-8-30-8-75-R0.5 0.5 30 75 [
P45+-R5-10-40-10-100-R0.5 10 0.5 40 10 100 [
P45+-R5-12-45-12-100-R0.5 12 0.5 45 12 100 [ J
P45+-R5-6-15-6-50-R1 1 15 50 ([
P45+-R5-8-20-8-60-R1 1 20 60 [ J
P45+-R5-10-25-10-75-R1 10 1 25 10 75 o
P45+-R5-12-30-12-75-R1 12 1 30 12 75 [
P45+-R5-14-45-14-100-R1 14 1 45 14 100 [
P45+-R5-16-45-16-100-R1 16 1 45 16 100 [ J
P45+-R5-18-45-18-100-R1 18 1 45 18 100 ]
P45+-R5-20-45-20-100-R1 20 1 45 20 100 [ J
P45+-R5-6-20-6-75-R1 1 20 75 (]
P45+-R5-8-30-8-75-R1 1 30 75 [
P45+-R5-10-40-10-100-R1 10 1 40 10 100 [
P45+-R5-12-45-12-100-R1 12 1 45 12 100 [ J

@ TREERFStock O FFiiTAvailable Upon Order

I 5] >>>

P50%%I

WA TILEET]

P50 series micro machining end mill for steel

OE K XAESHEENEAREN, BMERTIAMISH:
O7IE . Q@S HEEMNTIZEE. XKL ED. RINEE R ARERFEE (h5);

ORI A ER KB TIRIT;
@B RASHEEAICTSINGEKRE, T R, TiiEEH;
O A ERATRERAEIT RN, &2 MW, FEW. . SFaEF M (FEE <HRCS55) RFAHEHIN T,
@ Substrate: Using ultra-high hardness ultra-fine grain substrate to ensure tool processing life;
@ Geometry: @High precision diameter accuracy, ball head contour, R-arc contour, and shank accuracy (h5);

@ Special angles and long avoidance design;

@ Coating:Adopting high-performance AlCrSiN nano coating, high temperature resistance and wear resistance;

@ Application:Suitable for deep groove micro machining of carbon steel, alloy steel, quenched steel, copper, aluminum alloy and other materials
(hardness < HRC55) in the precision mold industry;
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P50-S2
27] TSk AN T 31 7]

2-Flute, Square Endmill for Micro Machining

AICrSiWN q -
)

e

|
L

P50-SN2
27) R FRMIMIILEET]
2-Flute, Square Endmill for Micro Machining

T

T

P

TS

714 (D)

71 (Lc)

##Z3(Ln)

[::]\_—;ﬁﬂl

HatE(d)

2K(L)

i [\ ° ° O O

BetF

Ordering Code

DR

Flute Length

Neck Length

Shank Dia.

Overall Length

Stock

ITRS 71#Z (D) 71 (Lc) #fE(d) 2K(L) 7

Ordering Code DIER Flute Length Shank Dia. Overall Length Stock
P50-S2-0.1-0.2-4-50 0.1 0.2 4 50 [ ]
P50-S2-0.15-0.3-4-50 0.15 0.3 4 50 ([ }
P50-52-0.2-0.4-4-50 0.2 0.4 4 50 [ ]
P50-S2-0.3-0.6-4-50 0.3 0.6 4 50 [ )
P50-S2-0.4-0.8-4-50 0.4 0.8 4 50 [ }
P50-S2-0.5-1-4-50 0.5 1 4 50 o
P50-52-0.6-1.2-4-50 0.6 1.2 4 50 [ }
P50-S2-0.7-1.4-4-50 0.7 1.4 4 50 o
P50-52-0.8-1.6-4-50 0.8 1.6 4 50 ( J
P50-S2-0.9-1.8-4-50 0.9 1.8 4 50 o

@ tREEREStock O FMiTAvailable Upon Order
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P50-SN2-0.2-0.3-1-4-50 0.2 0.3 1 4 50 o
P50-SN2-0.2-0.3-2-4-50 0.2 0.3 2 4 50 o
P50-SN2-0.3-0.45-1-4-50 0.3 0.45 1 4 50 ([
P50-SN2-0.3-0.45-2-4-50 0.3 0.45 2 4 50 o
P50-SN2-0.3-0.45-3-4-50 0.3 0.45 3 4 50 o
P50-SN2-0.3-0.45-4-4-50 0.3 0.45 4 4 50 o
P50-SN2-0.4-0.6-2-4-50 0.4 0.6 2 4 50 ([
P50-SN2-0.4-0.6-3-4-50 0.4 0.6 3 4 50 o
P50-SN2-0.4-0.6-4-4-50 0.4 0.6 4 4 50 o
P50-SN2-0.4-0.6-6-4-50 0.4 0.6 6 4 50 o
P50-SN2-0.5-0.75-2-4-50 0.5 0.75 2 4 50 ([
P50-SN2-0.5-0.75-3-4-50 0.5 0.75 3 4 50 o
P50-SN2-0.5-0.75-4-4-50 0.5 0.75 4 4 50 o
P50-SN2-0.5-0.75-5-4-50 0.5 0.75 5 4 50 o
P50-SN2-0.5-0.75-6-4-50 0.5 0.75 6 4 50 ([
P50-SN2-0.5-0.75-8-4-50 0.5 0.75 8 4 50 o
P50-SN2-0.6-0.9-2-4-50 0.6 0.9 2 4 50 o
P50-SN2-0.6-0.9-3-4-50 0.6 0.9 3 4 50 o
P50-SN2-0.6-0.9-4-4-50 0.6 0.9 4 4 50 ([
P50-SN2-0.6-0.9-5-4-50 0.6 0.9 5 4 50 o
P50-SN2-0.6-0.9-6-4-50 0.6 0.9 6 4 50 o
P50-SN2-0.6-0.9-8-4-50 0.6 0.9 8 4 50 o
P50-SN2-0.7-1.05-3-4-50 0.7 1.05 3 4 50 ([
P50-SN2-0.7-1.05-4-4-50 0.7 1.05 4 4 50 o
P50-SN2-0.7-1.05-5-4-50 0.7 1.05 5 4 50 o
P50-SN2-0.7-1.05-6-4-50 0.7 1.05 6 4 50 o
P50-SN2-0.7-1.05-8-4-50 0.7 1.05 8 4 50 ([
P50-SN2-0.7-1.05-10-4-50 0.7 1.05 10 4 50 o
P50-SN2-0.8-1.2-3-4-50 0.8 1.2 3 4 50 o
P50-SN2-0.8-1.2-4-4-50 0.8 1.2 4 4 50 o
P50-SN2-0.8-1.2-5-4-50 0.8 1.2 5 4 50 [
P50-SN2-0.8-1.2-6-4-50 0.8 17 6 4 50 o
P50-SN2-0.8-1.2-8-4-50 0.8 1.2 8 4 50 o
P50-SN2-0.8-1.2-10-4-50 0.8 1.2 10 4 50 o
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P50-SN4
47) R TR TILERT]
4-Flute, Square Endmill for Micro Machining

RS 714 (D) 71 (Lc) B (Ln) 1Z(d) 2K(L) E1E
Ordering Code Flute Length Neck Length Shank Dia. Overall Length Stock

P50-SN4-1-2.5-8-4-50 1 3 8 4 50 o
P50-SN4-1-2.5-12-4-50 1 3 12 4 50 o
P50-SN4-1-2.5-16-4-50 1 3 16 4 50 (]
P50-SN4-1-2.5-20-4-50 1 3 20 4 50 (
P50-SN4-1-2.5-25-4-50 1 3 25 4 50 o
P50-SN4-1.5-3.75-8-4-50 %5 4 8 4 50 o
P50-SN4-1.5-3.75-12-4-50 1.5 4 12 4 50 (]
P50-SN4-1.5-3.75-16-4-50 1.5 4 16 4 50 (
P50-SN4-1.5-3.75-20-4-50 1.5 4 20 4 50 o
P50-SN4-1.5-3.75-25-4-50 1.5 4 25 4 50 o
P50-SN4-2-5-8-4-50 2 5 8 4 50 (]
P50-SN4-2-5-12-4-50 2 5 12 4 50 (
P50-SN4-2-5-16-4-50 2 5 16 4 50 o
P50-SN4-2-5-20-4-50 2 5 20 4 50 o
P50-SN4-2-5-25-4-50 2 5 25 4 50 (]
P50-SN4-3-7.5-8-4-50 3 8 8 4 50 (
P50-SN4-3-7.5-12-4-50 3 8 12 4 50 o
P50-SN4-3-7.5-16-4-50 3 8 16 4 50 o
P50-SN4-3-7.5-20-4-50 3 8 20 4 50 (]
P50-SN4-3-7.5-25-4-50 3 8 25 4 50 (

@ TEEEStock O FEFtiTAvailable Upon Order
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P50-RN4

47) R B BRI TILERT]
4-Flute, Corner Radius Endmill for Micro Machining

L

IT&RS 712 (D)| EfA () 71 (Lc) =S (Ln) H1Z(d) 2K(L) EfF
Ordering Code Dia. |Corner Radius| Flute Length | Neck Length | Shank Dia. | Overall Length | Stock

P50-RN4-1-2.5-8-4-50-0.2 1 0.2 3 8 4 50 o
P50-RN4-1-2.5-12-4-50-0.2 1 0.2 3 12 4 50 o
P50-RN4-1-2.5-16-4-50-0.2 1 0.2 3 16 4 50 { )
P50-RN4-1-2.5-20-4-50-0.2 1 0.2 3 20 4 50 o
P50-RN4-1-2.5-25-4-50-0.2 1 0.2 3 25 4 50 o
P50-RN4-1.5-3.75-8-4-50-0.2 1.5 0.2 4 8 4 50 o
P50-RN4-1.5-3.75-12-4-50-0.2 1.5 0.2 4 12 4 50 { )
P50-RN4-1.5-3.75-16-4-50-0.2| 1.5 0.2 4 16 4 50 o
P50-RN4-1.5-3.75-20-4-50-0.2 1.5 0.2 4 20 4 50 o
P50-RN4-1.5-3.75-25-4-50-0.2| 1.5 0.2 4 25 4 50 o
P50-RN4-2-5-8-4-50-0.2 2 0.2 5 8 4 50 { )
P50-RN4-2-5-12-4-50-0.2 2 0.2 5 12 4 50 o
P50-RN4-2-5-16-4-50-0.2 2 0.2 5 16 4 50 o
P50-RN4-2-5-20-4-50-0.2 2 0.2 5 20 4 50 o
P50-RN4-2-5-25-4-50-0.2 2 0.2 5 25 4 50 { )
P50-RN4-3-7.5-8-4-50-0.2 3 0.2 8 8 4 50 o
P50-RN4-3-7.5-12-4-50-0.2 3 0.2 8 12 4 50 o
P50-RN4-3-7.5-16-4-50-0.2 3 0.2 8 16 4 50 o
P50-RN4-3-7.5-20-4-50-0.2 3 0.2 8 20 4 50 ()
P50-RN4-3-7.5-25-4-50-0.2 3 0.2 8 25 4 50 o

@ inEREEStock O FEFiTAvailable Upon Order
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P50-B2
27) BRI L 58T

2-Flute, Ball Nose Endmill for Micro Machining

OSSN

P50-BN2
27) R IR TILEET]
2-Flute, Ball Nose Endmill for Micro Machining

OSSN

L S

|
LY

IE&RS 71Z (D) | %k (R) 71 (L) Hw1Z(d) 2K(L) E1E

Ordering Code Dia. Ball Nose Flute Length SHENTIEN Overall Length Stock
P50-B2-0.1-0.2-4-50 0.1 0.05 0.2 4 50 [ ]
P50-B2-0.15-0.3-4-50 0.15 0.075 0.3 4 50 ( ]
P50-B2-0.2-0.4-4-50 0.2 0.1 0.4 4 50 [ )
P50-B2-0.3-0.6-4-50 0.3 0.15 0.6 4 50 ( ]
P50-B2-0.4-0.8-4-50 0.4 0.2 0.8 4 50 [ )
P50-B2-0.5-1-4-50 0.5 0.25 1 4 50 ( ]
P50-B2-0.6-1.2-4-50 0.6 0.3 1.2 4 50 [ )
P50-B2-0.7-1.4-4-50 0.7 0.35 1.4 4 50 ( ]
P50-B2-0.8-1.6-4-50 0.8 0.4 1.6 4 50 [ }
P50-B2-0.9-1.8-4-50 0.9 0.45 1.8 4 50 ( ]

@ IREEFStock O FHtiTAvailable Upon Order
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S 71& (D)| 3k (R) 71 (Lc) %3 (Ln) Wi1Z(d) £K(L) EE
Ordering Code Dia. Ball Nose |Flute Length | Neck Length | Shank Dia. | Overall Length | Stock

P50-BN2-0.2-0.2-1-4-50 0.2 0.1 0.2 1 50 o
P50-BN2-0.2-0.2-2-4-50 0.2 0.1 0.2 2 4 50 o
P50-BN2-0.3-0.3-1-4-50 0.3 0.15 0.3 1 4 50 o
P50-BN2-0.3-0.3-2-4-50 0.3 0.15 0.3 2 4 50 o
P50-BN2-0.3-0.3-3-4-50 0.3 0.15 0.3 3 4 50 o
P50-BN2-0.4-0.4-2-4-50 0.4 0.2 0.4 2 4 50 o
P50-BN2-0.4-0.4-3-4-50 0.4 0.2 0.4 3 4 50 o
P50-BN2-0.4-0.4-4-4-50 0.4 0.2 0.4 4 4 50 o
P50-BN2-0.4-0.4-6-4-50 0.4 0.2 0.4 6 4 50 o
P50-BN2-0.5-0.5-2-4-50 0.5 0.25 0.5 2 4 50 o
P50-BN2-0.5-0.5-3-4-50 0.5 0.25 0.5 3 4 50 o
P50-BN2-0.5-0.5-4-4-50 0.5 0.25 0.5 4 4 50 ([
P50-BN2-0.5-0.5-5-4-50 0.5 0.25 0.5 5 4 50 o
P50-BN2-0.5-0.5-6-4-50 0.5 0.25 0.5 6 4 50 o
P50-BN2-0.5-0.5-8-4-50 0.5 0.25 0.5 8 4 50 o
P50-BN2-0.6-0.6-2-4-50 0.6 0.3 0.6 2 4 50 o
P50-BN2-0.6-0.6-3-4-50 0.6 0.3 0.6 3 4 50 o
P50-BN2-0.6-0.6-4-4-50 0.6 0.3 0.6 4 4 50 ([
P50-BN2-0.6-0.6-5-4-50 0.6 0.3 0.6 5 4 50 o
P50-BN2-0.6-0.6-6-4-50 0.6 0.3 0.6 6 4 50 ([
P50-BN2-0.6-0.6-8-4-50 0.6 0.3 0.6 8 4 50 o
P50-BN2-0.7-0.7-3-4-50 0.7 0.35 0.7 3 4 50 o
P50-BN2-0.7-0.7-4-4-50 0.7 0.35 0.7 4 4 50 o
P50-BN2-0.7-0.7-5-4-50 0.7 0.35 0.7 5 4 50 o
P50-BN2-0.7-0.7-6-4-50 0.7 0.35 0.7 6 4 50 o
P50-BN2-0.7-0.7-8-4-50 0.7 0.35 0.7 8 4 50 o
P50-BN2-0.7-0.7-10-4-50 0.7 0.35 0.7 10 4 50 [
P50-BN2-0.8-0.8-3-4-50 0.8 0.4 0.8 3 4 50 o
P50-BN2-0.8-0.8-4-4-50 0.8 0.4 0.8 4 4 50 { ]
P50-BN2-0.8-0.8-5-4-50 0.8 0.4 0.8 5 4 50 o
P50-BN2-0.8-0.8-6-4-50 0.8 0.4 0.8 6 4 50 o
P50-BN2-0.8-0.8-8-4-50 0.8 0.4 0.8 8 4 50 o
P50-BN2-0.8-0.8-10-4-50 0.8 0.4 0.8 10 4 50 o
P50-BN2-1-2-8-4-50 1 0.5 2 8 4 50 ([

A
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P50-BN2
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2-Flute, Ball Nose Endmill for Micro Machining

THEs 71## (D) | Bk (R) 71# (Lc) W= (Ln) HA1Z(d) 2K(L) ETF
Ordering Code Dia. Ball Nose | Flute Length| Neck Length Shank Dia. | Overall Length | Stock
P50-BN2-1-2-12-4-50 1 0.5 2 12 4 50 ([ J
P50-BN2-1-2-16-4-50 1 0.5 2 16 4 50 o
P50-BN2-1-2-20-4-50 1 0.5 2 20 4 50 ([ J
P50-BN2-1-2-25-4-50 1 0.5 2 25 4 50 o
P50-BN2-1.5-3-8-4-50 15 0.75 3 8 4 50 ([ J
P50-BN2-1.5-3-12-4-50 1.5 0.75 3 12 4 50 ([ J
P50-BN2-1.5-3-16-4-50 1.5 0.75 3 16 4 50 ([ J
P50-BN2-1.5-3-20-4-50 1.5 0.75 3 20 4 50 o
P50-BN2-1.5-3-25-4-50 15 0.75 3 25 4 50 ([ J
P50-BN2-2-4-8-4-50 2 1 4 8 4 50 o
P50-BN2-2-4-12-4-50 2 1 4 12 4 50 o
P50-BN2-2-4-16-4-50 2 1 4 16 4 50 o
P50-BN2-2-4-20-4-50 2 1 4 20 4 50 ([ J
P50-BN2-2-4-25-4-50 2 1 4 25 4 50 o
P50-BN2-3-6-8-4-50 3 1.5 6 8 4 50 ([ J
P50-BN2-3-6-12-4-50 3 i85 6 12 4 50 o
P50-BN2-3-6-16-4-50 3 1.5 6 16 4 50 ([ J
P50-BN2-3-6-20-4-50 3 1.5 6 20 4 50 ([ J
P50-BN2-3-6-25-4-50 3 1.5 6 25 4 50 ([ J

@ tnEREFStock O &iTAvailable Upon Order
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P60 series roughing end mill for steel

O@E (K RAMEE R 1R

@& RBNERIRAIR, I TR E4aTIRE, BRRTIH A, HEBREM S

@R E  RASMEESSIHKRE, TEE. MER;

O A ER T EBEM(<48HRC) FHRFMEIEN T, £ BERES

@ Substrate: A substrate with both wear resistance and anti-chipping properties.

@ Geometry: Features a standard wavy tooth design, generating fine and short chips during processing,
reducing cutting force and offering excellent chip removal performance.

@ Coating: Equipped with a high-performance nano-coating containing silicon, which is resistant to high temperatures and wear.
@ Application: Suitable for rough machining of common steel (< 48HRC), cast iron and other materials, with a high metal removal rate.
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P60-S4
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4-Fluet,Square Endmill for Rough Machining

.'a

~ ° ° 0 o

A= 71 (D) 71K (Lo) w12 (d) 2K(L)
Ordering Code DIER Flute Length Shank Dia. Overall Length

P60-S4-3-8-4-50 3 8 4 50 o
P60-S4-4-10-4-50 4 10 4 50 o
P60-S4-5-12-6-50 5 12 6 50 o
P60-S4-6-15-6-50 6 15 6 50 o
P60-S4-6-18-6-75 6 18 6 75 o
P60-S4-6-24-6-100 6 24 6 100 o
P60-S4-8-20-8-60 8 20 8 60 o
P60-S4-8-24-8-60 8 24 8 60 o
P60-S4-8-24-8-75 8 24 8 75 o
P60-S4-8-35-8-100 8 35 8 100 o
P60-S4-10-25-10-75 10 25 10 75 o
P60-S4-10-30-10-75 10 30 10 75 o
P60-S4-10-40-10-100 10 40 10 100 o
P60-S4-12-30-12-75 12 30 12 75 o
P60-S4-12-36-12-75 12 36 12 75 o
P60-S4-12-45-12-100 12 45 12 100 [ }
P60-S4-14-40-14-100 14 40 14 100 o
P60-S4-16-45-16-100 16 45 16 100 o
P60-S4-18-45-18-100 18 45 18 100 o
P60-S4-20-45-20-100 20 45 20 100 o
P60-S4-20-75-20-150 20 75 20 150 o

@ IREREFStock O FHFftiTAvailable Upon Order
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M30 series high-speed machining end mill for stainless steel

@E (K XA RYFM M RTE AT E (&
@ 7JR4EH  @IREFRY7) Oigit, BB BT T BRLE R~ £
OFFRREFFNEIRIT, MIIELEE
O FE KATIAINRE, TJTRTIEIFE D/, AR EMER NS
O A ES AT M (SHRCA8) . #58k. REW KA EZFMHNEEEN L, {535 A TURIRENEIIN IR

@ Substrate: Adopting ultrafine particle matrix with good wear resistance
@ Geometry: @Unique blade design can effectively prevent the occurrence of chip adhesion problems
@®Unequal spiral and unequal pitch design, excellent seismic performance
@ Coating: TiAIN coating is adopted, which reduces the cutting resistance of the tool and offers excellent high-temperature
resistance and wear resistance.
@Application: Suitable for high-speed precision machining of steel parts (SHRC48), cast iron, stainless steel, titanium alloy and other materials,
especially suitable for machining conditions with small and uniform cutting allowances.
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M30-S4
47) k=& M T3t T]
4-Flute, Square Endmill for High Speed Machining

———=oY [ S

Lc

DESteey ="

TS 7112 (D) 7 (Lo) 2 (d) £K(1)
Ordering Code Dia. Flute Length Shank Dia. Overall Length
M30-S4-1-3-4-50 1 3 4 50 o

M30-S4-1.5-4-4-50 15 4 4 50 o
M30-54-1.5-4-6-50 1.5 4 6 50 [ )
M30-S4-2-6-4-50 2 6 4 50 ( J
M30-S4-2-6-6-50 2 6 6 50 o
M30-S4-2.5-7-4-50 255 7 4 50 ( J
M30-S4-2.5-7-6-50 2.5 7 6 50 [
M30-S4-3-12-4-75 3 12 4 75 ( }
M30-54-3-8-4-50 3 8 4 50 o
M30-S4-3-8-6-50 3 6 50 [ J
M30-S4-3.5-10-4-50 3.5 10 4 50 [ }
M30-S4-4-11-4-50 4 11 4 50 o
M30-S4-4-11-6-50 4 11 6 50 o
M30-S4-4-15-4-75 4 15 4 75 o
M30-S4-4-16-4-100 4 16 4 100 [ )
M30-S4-5-13-6-50 5 13 6 50 ( J
M30-S4-5-20-6-100 5 20 6 100 o
M30-5S4-6-15-6-50 6 15 6 50 ( J
M30-54-6-24-6-100 6 24 6 100 o

@ IREREFStock O HFtiTAvailable Upon Order
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M30-S4
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4-Flute, Square Endmill for High Speed Machining

= B
BODSteu

Lc

L
[ [ ] [ ] @)

TS 7% (D) 7% (Lo) 2 (d) 2K(1)
Ordering Code Dia. Flute Length Shank Dia. Overall Length

M30-S4-6-24-6-75 6 24 6 75 ( J
M30-S4-7-20-8-60 7 20 8 60 o
M30-S4-8-20-8-60 8 20 8 60 [ )
M30-S4-8-25-8-75 8 25 8 75 o
M30-54-8-32-8-100 8 32 8 100 o
M30-54-9-23-10-75 9 23 10 75 o
M30-54-10-25-10-75 10 25 10 75 o
M30-S4-10-35-10-100 10 35 10 100 o
M30-S4-11-28-12-75 11 28 12 75 [ J
M30-S4-12-30-12-75 12 30 12 75 o
M30-S4-12-37-12-100 12 37 12 100 [ J
M30-S4-13-32-14-100 13 32 14 100 o
M30-S4-14-40-14-100 14 40 14 100 ([
M30-5S4-15-36-16-100 15 36 16 100 o
M30-S4-16-45-16-100 16 45 16 100 [ )
M30-S4-17-38-18-100 17 38 18 100 ()
M30-S4-18-45-18-100 18 45 18 100 o
M30-54-19-45-20-100 19 45 20 100 o
M30-S4-20-45-20-100 20 45 20 100 o

@ fREEREStock O FEiTAvailable Upon Order
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M30-R4 M30-B2

A7) Bl k=R TILE5T] 27) Bk = E M T 5t 7]
4-Flute, Corner Radius Endmill for High Speed Machining 2-Flute, Ball Nose Endmill for High Speed Machining

 E—— —
Lc
BE R i
30DSEe

TS 71## (D) 71K (Lc) W12 (d) 2K(L)

L

IS 7#& (D) Bl (r) 71K (Lo) i(d) 2K(L) EEF

Ordering Code DIER Corner Radius Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Flute Length Shank Dia. Overall Length
M30-R4-1-3-4-50-0.2 1 0.2 3 4 50 [ J M30-B2-1-2-4-50 1 2 4 50 o
M30-R4-1.5-4-4-50-0.2 1.5 0.2 4 4 50 () M30-B2-1.5-3-4-50 15 3 4 50 °
M30-R4-2-6-4-50-0.2 2 0.2 6 4 50 L M30-B2-2-4-4-50 2 4 4 50 {
M30-R4-2-6-4-50-0.5 2 0.5 6 4 50 () 130.82.9.5.5.4.50 > s 2 s °
M30-R4-3-9-4-50-0.2 3 0.2 9 4 50 o
M30-R4-3-9-4-50-0.5 3 0.5 9 4 50 ° M30-B2-3-6-4-50 3 6 4 >0 o
M30-R4-4-10-4-50-0.2 4 0.2 10 4 50 o M30-B2-4-8-4-50 4 : 4 2 ®
M30-R4-4-12-4-75-0.2 4 0.2 12 4 75 () M30-B2-4-8-4-75 4 8 4 75 o
M30-R4-4-10-4-50-0.5 4 0.5 10 4 50 ] M30-B2-5-10-6-50 5 10 6 50 (]
M30-R4-4-12-4-75-0.5 4 0.5 12 4 75 (] M30-B2-6-12-6-50 6 12 6 50 °
M30-R4-4-12-6-75-0.5 4 0.5 12 6 75 o M30-B2-6-12-6-75 6 12 6 75 o
M30-R4-4-10-4-50-1 4 1 10 4 50 ® M30-B2-6-12-6-100 6 1 6 100 °
M30-R4-5-15-6-50-0.5 5 0.5 15 6 560 ] V30.82.7-14.8.60 Z ) . - °
M30-R4-5-15-6-50-1 5 1 15 6 50 ()
M30-R4-6-15-6-50-0.2 6 0.2 15 6 50 ] M30-B2-8-16-8-60 8 16 8 60 hd
M30-R4-6-15-6-50-0.5 6 0.5 15 6 50 ° IR e L 8 16 8 n hd
M30-R4-6-18-6-75-0.5 6 0.5 18 6 75 ° M30-B2-8-16-8-100 8 16 8 100 d
M30-R4-6-15-6-50-1 6 15 6 50 () M30-B2-9-18-10-75 9 18 10 75 o
M30-R4-6-18-6-75-1 6 18 6 75 ] M30-B2-10-20-10-75 10 20 10 75 ]
M30-R4-8-20-8-60-0.5 8 0.5 20 8 60 o M30-B2-10-20-10-100 10 20 10 100 o
M30-R4-8-24-8-75-0.5 8 0.5 24 8 75 d M30-B2-10-20-10-100 10 20 10 100 )
M30-R4-8-35-8-100-0.5 8 0.5 35 8 100 o MR Gt 5 24 B 75 °
M30-R4-10-25-10-75-0.5 10 0.5 25 10 75 ® M30.B2.12.94.12.100 0 ” 0 100 °
M30-R4-10-35-10-100-0.5 10 0.5 35 10 100 °
M30-R4-10-25-10-75-1 10 25 10 75 ®
M30-R4-10-35-10-100-1 10 35 10 100 ® @ inEEEStock O FEFiiiTAvailable Upon Order
M30-R4-10-25-10-75-2 10 2 25 10 75 °
M30-R4-12-30-12-75-0.5 12 0.5 30 12 75 ®
M30-R4-12-35-12-100-0.5 12 0.5 35 12 100 °
M30-R4-12-30-12-75-1.5 12 15 30 12 75 [
M30-R4-12-30-12-75-1 12 1 30 12 75 °
M30-R4-12-35-12-100-1 12 1 35 12 100 [
M30-R4-12-30-12-75-2 12 2 30 12 75 °
M30-R4-16-40-16-100-1 16 1 40 16 100 3
M30-R4-20-45-20-100-1 20 1 45 20 100 ®

@ fREEREStock O FFiTAvailable Upon Order
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H20 series general machining end mill for high-hardened steel
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@ Substrate: Adopting ultrafine particle substrate with good wear resistance;
@ Geometry: @ Large helix angle design ensures sharpness;
@ Special front and rear corner design ensures blade strength and wear resistance;

@ Coating:Adopting AlCr coating containing Si, it has excellent wear resistance, oxidation resistance, and lubrication performance;
@ Application:@ Can achieve efficient cutting from steel to pre hardened steel;

@ Suitable for general processing of materials such as steel (< HRC55) and cast iron;

© Suitable for face milling with small cutting depth and large cutting width; Side milling with large cutting depth and small cutting width

can also be used for shallow slot milling;
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H20-S4

A7) R @EANMIILERT]
4-Flute, Square Endmill for General Machining

22 [ T
[=]

T5HES 712 (D) 71K (Lc) H1E(d) 2K(L)

Ordering Code Dia. Flute Length SHERTDIER Overall Length
H20-S4-1-3-4-50 1 3 4 50 o
H20-S4-1.5-4-4-50 1.5 4 4 50 o
H20-S4-2-6-4-50 2 6 4 50 [ )
H20-S4-2.5-7-4-50 243 7 4 50 [ )
H20-S4-3-8-4-50 3 8 4 50 o
H20-S4-3-12-4-75 3 12 4 75 [ J
H20-S4-4-11-4-50 4 11 4 50 o
H20-S4-4-15-4-75 4 15 4 75 o
H20-54-3-8-6-50 3 8 6 50 o
H20-S4-4-11-6-50 4 11 6 50 o
H20-S4-5-13-6-50 5 13 6 50 ([
H20-S4-6-15-6-50 6 13 6 50 o
H20-S4-6-24-6-75 6 24 6 75 ( J
H20-S4-7-20-8-60 7 20 8 60 o
H20-S4-8-20-8-60 8 20 8 60 [ )
H20-S4-8-25-8-75 8 25 8 75 [ )
H20-S4-8-32-8-100 8 32 8 100 o
H20-S4-9-23-10-75 o) 23 10 75 o
H20-S4-10-25-10-75 10 25 10 75 o
H20-S4-10-35-10-100 10 35 10 100 o
H20-S4-12-30-12-75 12 30 12 75 [ }
H20-S4-12-37-12-100 12 37 12 100 o
H20-S4-14-40-14-100 14 40 14 100 [ J
H20-S4-16-45-16-100 16 45 16 100 o

@ infEEEStock O EFiiTAvailable Upon Order
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H20-R4

ATIE AR ERAMIIIHT]
4-Flute, Corner Radius Endmill for General Machining

— e

&S

Ordering Code

71#& (D)
DIER

Efa(r)
Corner Radius

Flute L

Lc

RE(d)
NiE IR

2K(L)

Overall Length

ETF
Stock

H20-R4-1.5-4-4-50-0.2 1.5 0.2 4 4 50 o
H20-R4-2-6-4-50-0.2 2 0.2 6 4 50 ()
H20-R4-3-9-4-50-0.2 3 0.2 9 4 50 (]
H20-R4-3-9-4-50-0.5 3 0.5 9 4 50 ()
H20-R4-4-10-4-50-0.2 4 0.2 10 4 50 ®
H20-R4-4-10-4-50-0.5 4 0.5 10 4 50 ()
H20-R4-4-12-4-75-0.5 4 0.5 12 4 75 o
H20-R4-4-10-4-50-1 4 1 10 4 50 L4
H20-R4-5-15-6-50-0.5 5 0.5 15 6 50 o
H20-R4-5-15-6-50-1 5 1 15 6 50 o
H20-R4-6-15-6-50-0.2 6 0.2 15 6 50 ®
H20-R4-6-15-6-50-0.5 6 0.5 15 6 50 o
H20-R4-6-18-6-75-0.5 6 0.5 18 6 75 ®
H20-R4-6-15-6-50-1 6 15 6 50 o
H20-R4-6-18-6-75-1 6 18 6 75 )
H20-R4-8-20-8-60-0.5 8 0.5 20 8 60 o
H20-R4-8-24-8-75-0.5 8 0.5 24 8 75 o

H20-R4-8-35-8-100-0.5 8 0.5 35 8 100 o
H20-R4-8-20-8-60-1 8 20 8 60 o
H20-R4-8-35-8-100-1 8 35 8 100 ()

H20-R4-10-25-10-75-0.5 10 0.5 25 10 75 )
H20-R4-10-35-10-100-0.5 10 0.5 35 10 100 o
H20-R4-10-25-10-75-1 10 25 10 75 ®
H20-R4-10-35-10-100-1 10 35 10 100 o
H20-R4-10-25-10-75-2 10 25 10 75 o
H20-R4-12-30-12-75-0.5 12 0.5 30 12 75 ()
H20-R4-12-35-12-100-0.5 12 0.5 35 12 100 o
H20-R4-12-30-12-75-1 12 30 12 75 ([
H20-R4-12-35-12-100-1 12 35 12 100 ®
H20-R4-12-30-12-75-1.5 12 1.5 30 12 75 o
H20-R4-12-30-12-75-2 12 30 12 75 )
H20-R4-16-40-16-100-1 16 45 16 100 ()
H20-R4-20-45-20-100-1 20 45 20 100 )

@ inEREFStock O &TiTAvailable Upon Order
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2-Flute, Ball Nose Endmill for General Machining

BOSSe
BOSS

TS

Ordering Code

71#& (D)
Dia.

Efa(R)
Corner Radius

71K (Lc)
Flute Length

o

Lc

=

AE(d)
NE IR

2K(L)
Overall Length

EE
Stock

H20-B2-1-2-4-50 1 0.5 2 4 50 )
H20-B2-1.5-3-4-50 1.5 0.75 3 4 50 o
H20-B2-2-4-4-50 2 1 4 4 50 ()
H20-B2-2.5-5-4-50 2.5 1.25 5 4 50 o
H20-B2-3-6-4-50 3 1.5 6 4 50 o
H20-B2-4-8-4-50 4 2 8 4 50 o
H20-B2-4-8-4-75 4 2 8 4 75 o
H20-B2-5-10-6-50 5 2.5 10 6 50 ()
H20-B2-6-9-6-50 6 3 9 6 50 ()
H20-B2-6-9-6-60 6 3 9 6 60 o
H20-B2-6-9-6-75 6 3 9 6 75 o
H20-B2-6-12-6-50 6 3 12 6 50 ()
H20-B2-6-12-6-75 6 3 12 6 75 o
H20-B2-7-14-8-60 7 3.5 14 8 60 ()
H20-B2-8-12-8-60 8 4 12 8 60 ()
H20-B2-8-12-8-75 8 4 12 8 75 o
H20-B2-8-16-8-60 8 4 16 8 60 o
H20-B2-8-16-8-75 8 4 16 8 75 o
H20-B2-9-18-10-75 9 4.5 18 10 75 o
H20-B2-10-20-10-75 10 5 20 10 75 o
H20-B2-10-20-10-100 10 5 20 10 100 ()
H20-B2-12-24-12-75 12 6 24 12 75 o
H20-B2-12-24-12-100 12 6 24 12 100 o

@ TREEFEStock O FEFiliTAvailable Upon Order
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H30-S4
A7) R EEMITILERT]
4-Flute, Square Endmill for High Speed Machining

e, e, Sy ° _ _
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iTHS 71 (D) 71 (L) 1E(d) 2K(L)

Ordering Code DIER Flute Length Shank Dia. Overall Length
H30-54-1-3-4-50 1 3 4 50 °
H30-54-1.5-4-4-50 1.5 4 4 50 °
H30-54-2-6-4-50 2 6 4 50 °
H30-54-2.5-7-4-50 2.5 7 4 50 °
H30-54-3-9-4-50 3 9 4 50 °
H30-54-4-11-4-50 4 11 4 50 °
H30-S4-4-15-4-75 4 15 4 75 o
H30-54-2-6-6-50 2 6 50 °
H30-54-3-9-6-50 3 6 50 °
H30-54-4-11-6-50 4 11 6 50 °
H30-54-5-13-6-50 5 13 6 50 °
H30-54-6-15-6-50 6 15 6 50 °
H30-54-6-20-6-75 6 20 6 75 °
H 3 0 ? yu H30-54-8-20-8-60 8 20 8 60 °
e H30-54-8-25-8-75 8 25 8 75 °
— EE%W 7][] T _L%t'.jj H30-54-10-25-10-75 10 25 10 75 °
H30 series high-speed machining end mill for high-hardened steel H30-54-10-30-10-100 10 30 10 100 h
H30-54-12-30-12-75 12 30 12 75 °
Ok RRBAEENBARES, WRTIANTES: H30-54-12-35-12-100 12 35 12 100 o
O 1L ISR A AR T E, S T B S RET; H30-54-14-35-14-100 14 35 14 100 o
O3 RS SINEEREAE, BN A R BRI AR S; H30-54-16-45-16-100 16 45 16 100 o

@& iEFATF45~62HRCTRRE (L. 7 NN, SHENBY ST 5T,
ERFARTERNMIZEMEEN T, MR MIZERENT,; @ tREEEStock O FEFiiTAvailable Upon Order

@ Substrate: Using ultra-high hardness ultra-fine grain substrate to ensure tool processing life:
@ Geometry: The unique groove design combined with fine grinding technology achieves high-quality processing of high hardness steel;
@ Coating: Adopting a high hardness coating containing Si, it has excellent wear resistance and high-temperature wear resistance;
@ Application: Suitable for semi-finishing and finishing of 45~62HRC pre hardened steel, quenched steel, and high hardness steel;
Suitable for side milling with large cutting depth and small cutting width, and finishing with small cutting depth and small cutting width
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4-Flute, Corner Radius Endmill for High Speed Machining

TS 7% (D) HA(r) 7€ (Lo) 112 (d) 2K(L) B
Ordering Code DIER Corner Radius Flute Length Shank Dia. Overall Length Stock

H30-R4-3-6-4-50-0.2 3 0.2 6 4 50 o
H30-R4-4-8-4-50-0.3 4 0.3 8 4 50 d
H30-R4-4-8-4-50-0.5 4 0.5 8 4 50 ®
H30-R4-4-12-75-0.5 4 0.5 12 4 75 d
H30-R4-5-10-6-50-0.5 5 0.5 10 6 50 o
H30-R4-6-12-6-50-0.5 6 0.5 12 6 50 ([ ]
H30-R4-6-12-75-0.5 6 0.5 12 6 75 L
H30-R4-6-12-6-50-1 6 1 12 6 50 [ J
H30-R4-8-16-8-60-0.5 8 0.5 16 8 60 [ )
H30-R4-8-16-75-0.5 8 0.5 16 8 75 ([ ]
H30-R4-8-16-8-60-1 8 1 16 8 60 ®
H30-R4-10-20-10-75-0.5 10 0.5 20 10 75 ()
H30-R4-10-20-10-100-0.5 10 0.5 20 10 100 o
H30-R4-10-20-10-75-1 10 1 20 10 75 ([ ]
H30-R4-12-24-12-75-0.5 12 0.5 24 12 75 [ )
H30-R4-12-24-12-100-0.5 12 0.5 24 12 100 ([ J
H30-R4-12-24-12-75-1 12 1 24 12 75 o
H30-R4-12-24-12-75-2 12 2 24 12 75 ()

@ IREEFStock O FHFiTAvailable Upon Order
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H30-RN4

A7) KR FA Sk SR N Tz 5t 7]
4-Flute, Corner Radius Endmill with
Reduced Neck for High Speed Machining
s e Nr

L1
L
NNOSEoy IR
A
& ~ o o o o °

s 71#Z (D) Elf(r) 71K (Lo) K (L1) 1E(d) 2K(L) |FF (d1)
Ordering Code Dia. |Corner Radius | Flute Length | Neck Length |Shank Dia. |Overall Length | Neck Length

H30-RN4-6-6-6-75-0.5 6 0.5 6 18 6 75 5.8
H30-RN4-6-6-6-75-1 6 1 6 18 6 75 5.8
H30-RN4-8-8-8-100-0.5 8 0.5 8 24 8 100 7.8
H30-RN4-8-8-8-100-1 8 1 8 24 8 100 7.8
H30-RN4-10-8-10-100-0.5 10 0.5 8 30 10 100 9.6
H30-RN4-10-8-10-100-1 10 8 30 10 100 9.6
H30-RN4-10-8-10-100-2 10 2 8 30 10 100 9.6
H30-RN4-12-12-12-100-0.5 12 0.5 12 36 12 100 11.5
H30-RN4-12-12-12-100-1 12 1 12 36 12 100 11.5
H30-RN4-12-12-12-100-2 12 2 12 36 12 100 11.5

@ EEEStock O FFiTAvailable Upon Order
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H30-B2

27) Bk KSR NN TIL3tET)

2-Flute, Ball Nose Endmill for High Speed Machining

—_—

BOBSSM

IS

Ordering Code

71#& (D)
DIER

EA(R)
Corner Radius

71K (Lc)
Flute Length

W1E(d)
Shank Dia.

£1K(L)
Overall Length

EfE
Stock

H30-B2-1-1.5-4-50 1 0.5 1.5 50 ®
H30-B2-1.5-2.5-4-50 1.5 0.75 2.5 4 50 ()
H30-B2-2-3-4-50 2 1 3 4 50 L
H30-B2-2.5-4-4-50 2.5 1.25 4 4 50 ()
H30-B2-3-5-4-50 3 1.5 5 4 50 o
H30-B2-4-6-4-50 4 2 6 4 50 ()
H30-B2-3-5-6-50 3 1.5 5 6 50 L
H30-B2-3-4.5-6-75 3 1.5 4.5 6 75 ®
H30-B2-4-6-6-50 4 6 6 50 ®
H30-B2-4-6-6-75 4 6 75 ([ J
H30-B2-5-7.5-6-50 5 2.5 7.5 6 50 L
H30-B2-5-7.5-6-75 5 2.5 7.5 6 75 ()
H30-B2-6-9-6-50 6 3 6 50 ]
H30-B2-6-9-6-75 6 3 6 75 ()
H30-B2-8-12-8-60 8 4 12 8 60 ®
H30-B2-8-12-8-75 8 4 12 8 75 ([ ]
H30-B2-8-12-8-100 8 4 12 8 100 o
H30-B2-10-15-10-75 10 5 15 10 75 ()
H30-B2-10-15-10-100 10 5 15 10 100 L
H30-B2-12-18-12-75 12 6 18 12 75 ()
H30-B2-12-18-12-100 12 6 18 12 100 [
H30-B2-16-24-16-100 16 8 24 16 100 ([ ]

@ tnEREFStock O &TiTAvailable Upon Order
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H30+ 3%l

SENEERIMTZ ]I

H30+ series high-speed machining end mill for high-hardened steel

OE K XAESHEENEARES, MERTIAMISH:

@712 BT BANI R, EGHITEREMT;

@R = RABSINSEERE, MEE RS RERTENLS;

O A &R TFA45~62HRCTREE (L. F A, SEENEFAEIM I 5T ;
BEEENRANRNMIAR, LHERERGH I RALE;

@ Substrate: Using ultra-high hardness ultra-fine grain substrate to ensure tool processing life:
@ Geometry: The multi flute design has good overall rigidity and is suitable for high-precision machining;
@ Coating: Adopting a high hardness coating containing Si, it has excellent wear resistance and high-temperature wear resistance;
@ Application:Suitable for semi-finishing and finishing of 45~62HRC pre hardened steel, quenched steel, and high hardness steel;
Suitable for shallow cutting depth and large cutting width processing methods, especially performing well in large-area milling;
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H30+-S6

67) @AM IIIEET]
6-Flute, Square Endmill for High Speed Machining
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BODSEau

s 71## (D) 7K (Lo) afzE(d)

EE =]
©) O ©)

2K(L)

L ]
©) ®

EetE

Ordering Code DIER Flute Length Shank Dia. Overall Length Stock

H30+-56-6-16-6-50 6 16 6 50 o
H30+-S6-6-24-6-75 6 24 6 75 o
H30+-S6-6-30-6-100 6 30 6 100 o
H30+-S6-8-20-8-60 8 20 8 60 ()
H30+-56-8-32-8-75 8 32 8 75 o
H30+-S6-10-30-10-75 10 30 10 75 o
H30+-56-10-40-10-100 10 40 10 100 o
H30+-S6-12-32-12-75 12 32 12 75 ()
H30+-56-12-45-12-100 12 45 12 100 ()
H30+-S6-16-40-16-100 16 40 16 100 ([
H30+-56-16-45-16-150 16 45 16 150 o
H30+-56-20-45-20-100 20 45 20 100 ([
H30+-S6-20-75-20-150 20 75 20 150 o

@ IREEFStock O FHftiTAvailable Upon Order
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=N TR LG N T IL 7T

H40 series high-feed machining end mill for high-hardened steel

@E (K KA RIFMIEEABATRIE;

@12 ORI AKEILIT, RIMEHLMTI;
OIHTIRFRIPIRIT, WRTIR T OQRERIAAET];

@R = RASSINEERER, MELRERNALERENLE;

O F | ORESCIEMTEE N EF N S REN B S A TR T ;
@& H F35~65HRCEEEMEIAVFENT ;

@ Substrate: Adopting ultrafine particle substrate with good wear resistance;
@ Geometry: @ Large curved bottom edge design, achieving high feed processing;
@Special blade tip protection design ensures the strength of the cutting edge and resistance to chipping;
@ Coating:Adopting a high hardness coating containing Si, it has excellent wear resistance and oxidation resistance;
@ Application:@ Can achieve high feed cutting from pre hardened steel to quenched high hardness steel;
@Suitable for rough machining of 35~65HRC high hardness materials;
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H40-R6
67]EfAkmHELMIIIHT)
6-Flute, Corner Radius Endmill for High-feed Machining

=
BOOSta

I T = |
[ J [ J O ©) ([ ]

TS 71%% (D) 7% (Lc) e ) 2K(L) 17

Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
H40-R6-6-6-5.7-18-6-60-0.581 6 0.581 6 6 60 [
H40-R6-6-6-5.7-30-6-70-0.581 6 0.581 6 6 70 (
H40-R6-8-8-7.6-24-8-75-0.849 8 0.849 8 8 75 o
H40-R6-8-8-7.6-40-8-80-0.849 8 0.849 8 8 80 ®
H40-R6-10-10-9.5-30-10-75-0.968 10 0.968 10 10 75 o
H40-R6-10-10-9.5-50-10-100-0.968 10 0.968 10 10 100 o
H40-R6-12-12-11.5-36-12-100-1.088 12 1.088 12 12 100 ]
H40-R6-12-12-11.5-60-12-110-1.088 12 1.088 12 12 110 ([ ]

@ REEFEStock O FEFtiTAvailable Upon Order
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H50% %!

SN0 TAN TRk T

H50 series micro machining end mill for high-hardened steel

OE(K RANSMEENE;
@712 OESHNRTHBERSH, MERMIREN;
@15%kalfa AL, (RIEV) Q3R E K MfAEE ;
O FE  RASSIHNEIERE, MELE. MAkItE aREENRLS;
O ORESCILMTTEE T2 X S FE BT = R IHUN T 5
@5 T45~65HRCEEEMEIEIEI T, F45IT;

@ Substrate: Using a substrate with excellent wear resistance;
@ Geometry: @ Ultra-high dimensional accuracy control ensures processing stability;
@ Special Rake and relief angle design enhances blade strength and wear resistance;
@ Coating:Adopting a high hardness coating containing Si, it has excellent wear resistance, oxidation resistance, and superior lubricity;
@ Application:@ capable of high-speed cutting processing from pre hardened steel to quenched high hardness steel;
@ Suitable for finish and semi-finishing of 45~65HRC high hardness materials;

<<< 80 nE——



o XIERAS

TIANGONG CEMENTED CARBIDE

foXIERAS

TIANGONG CEMENTED CARBIDE

H50-52

27)F KM Tk T]
2-Fluet,Square Endmill for Micro Machining
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H50-SN2
27) R E RN ITiLEET]
2-Fluet,Deep Groove Square Endmill for Micro Machining

IT&RS 7172 (D) 71K (Lo) Hw1E(d) 2K(L)

Ordering Code DIEN Flute Length Shank Dia. Overall Length
H50-S2-0.2-0.4-4-50 0.2 0.4 4 50 [ ]
H50-S2-0.3-0.6-4-50 0.3 0.6 4 50 [ ]
H50-52-0.4-0.8-4-50 0.4 0.8 4 50 [ ]

H50-52-0.5-1-4-50 0.5 1 4 50 [ ]
H50-52-0.6-1.2-4-50 0.6 1.2 4 50 [ )
H50-S2-0.7-1.4-4-50 0.7 1.4 4 50 [ ]
H50-S2-0.8-1.6-4-50 0.8 1.6 4 50 [ )
H50-S2-0.9-1.8-4-50 0.9 1.8 4 50 [ )

@ IREEFStock O FEFliTAvailable Upon Order

E—— (] >>>

IT5HS 71 (D) 7)& (Lc) B=(Ln) W12 (d) 2K(L) FEETF
Ordering Code Dia. Flute Length Neck Length S IELIQIER Overall Length Stock
H50-SN2-0.2-0.3-0.5-4-50 0.2 0.3 0.5 4 50 o
H50-SN2-0.2-0.3-1-4-50 0.2 0.3 1 4 50 o
H50-SN2-0.2-0.3-1.5-4-50 0.2 0.3 1.5 4 50 o
H50-SN2-0.2-0.3-2-4-50 0.2 0.3 4 50 ({
H50-SN2-0.2-0.3-3-4-50 0.2 0.3 4 50 ([
H50-SN2-0.3-0.45-1-4-50 0.3 0.45 4 50 ®
H50-SN2-0.3-0.45-1.5-4-50 0.3 0.45 1.5 4 50 o
H50-SN2-0.3-0.45-2-4-50 0.3 0.45 2 4 50 o
H50-SN2-0.3-0.45-2.5-4-50 0.3 0.45 2.5 4 50 o
H50-SN2-0.3-0.45-3-4-50 0.3 0.45 4 50 o
H50-SN2-0.4-0.6-1-4-50 0.4 0.6 4 50 [
H50-SN2-0.4-0.6-1.5-4-50 0.4 0.6 1.5 4 50 o
H50-SN2-0.4-0.6-2-4-50 0.4 0.6 2 4 50 o
H50-SN2-0.4-0.6-2.5-4-50 0.4 0.6 2.5 4 50 o
H50-SN2-0.4-0.6-3-4-50 0.4 0.6 3 4 50 o
H50-SN2-0.4-0.6-3.5-4-50 0.4 0.6 3.5 4 50 o
H50-SN2-0.4-0.6-4-4-50 0.4 0.6 4 4 50 o
H50-SN2-0.4-0.6-5-4-50 0.4 0.6 5 4 50 o
H50-SN2-0.4-0.6-6-4-50 0.4 0.6 6 4 50 o
H50-SN2-0.4-0.6-8-4-50 0.4 0.6 8 4 50 o
H50-SN2-0.4-0.6-10-4-50 0.4 0.6 10 4 50 o
H50-SN2-0.5-0.75-1.5-4-50 0.5 0.75 %5 4 50 o
H50-SN2-0.5-0.75-2-4-50 0.5 0.75 2 4 50 @
H50-SN2-0.5-0.75-2.5-4-50 0.5 0.75 2.5 4 50 o
H50-SN2-0.5-0.75-3-4-50 0.5 0.75 3 4 50 o
H50-SN2-0.5-0.75-4-4-50 0.5 0.75 4 4 50 o
H50-SN2-0.5-0.75-5-4-50 0.5 0.75 5 4 50 o
H50-SN2-0.5-0.75-6-4-50 0.5 0.75 6 4 50 o
H50-SN2-0.5-0.75-8-4-50 0.5 0.75 8 4 50 o
H50-SN2-0.5-0.75-10-4-50 0.5 0.75 10 4 50 o
H50-SN2-0.6-0.9-2-4-50 0.6 0.9 2 4 50 o
H50-SN2-0.6-0.9-3-4-50 0.6 0.9 B 4 50 o
H50-SN2-0.6-0.9-4-4-50 0.6 0.9 4 4 50 o
H50-SN2-0.6-0.9-5-4-50 0.6 0.9 5 4 50 o
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H50-SN2 H50-SN2

271 R F RN IiLs%T] 271 RN TILHET]
2-Fluet,Deep Groove Square Endmill for Micro Machining 2-Fluet,Deep Groove Square Endmill for Micro Machining
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RS 712 (D) 7K (Lc) %S (Ln) Hw1Z(d) £K(L) FEfF RS 71 (D) 71K (Lo) #=(Ln) 1E(d) 2K(L) FEETF
Ordering Code ia. Flute Length Neck Length Shank Dia. Overall Length Stock Ordering Code ia. Flute Length Neck Length Shank Dia. Overall Length Stock
H50-SN2-0.6-0.9-6-4-50 0.6 0.9 6 4 50 ([ H50-SN2-2.5-7-8-4-50 2.5 7 8 4 50 o
H50-SN2-0.6-0.9-7-4-50 0.6 0.9 7 4 50 o H50-SN2-2.5-7-10-4-50 2.5 7 10 4 50 o
H50-SN2-0.6-0.9-8-4-50 0.6 0.9 8 4 50 (] H50-SN2-3-8-10-4-50 3 8 10 4 50 o
H50-SN2-0.6-0.9-9-4-50 0.6 0.9 © 4 50 ([ H50-SN2-4-8-10-4-50 4 8 10 4 50 (
H50-SN2-0.6-0.9-10-4-50 0.6 0.9 10 4 50 ([ H50-SN2-2-5-6-6-50 2 5 6 50 o
H50-SN2-0.7-1.05-2-4-50 0.7 1.05 2 4 50 o H50-SN2-2-5-8-6-50 2 5 6 50 o
H50-SN2-0.7-1.05-4-4-50 0.7 1.05 4 50 (] H50-SN2-2-5-10-6-50 2 5 10 6 50 o
H50-SN2-0.7-1.05-6-4-50 0.7 1.05 4 50 ([ H50-SN2-2-5-6-6-75 2 5 6 75 o
H50-SN2-0.7-1.05-8-4-50 0.7 1.05 4 50 ([ H50-SN2-2-5-8-6-75 2 5 6 75 o
H50-SN2-0.7-1.05-10-4-50 0.7 1.05 10 4 50 o H50-SN2-2-5-10-6-75 2 5 10 6 75 o
H50-SN2-0.8-1.2-4-4-50 0.8 1.2 4 50 (] H50-SN2-2-5-12-6-75 2 5 12 6 75 o
H50-SN2-0.8-1.2-6-4-50 0.8 1.2 4 50 ([ H50-SN2-2-5-14-6-75 2 5 14 6 75 (
H50-SN2-0.8-1.2-8-4-50 0.8 1.2 4 50 ([ H50-SN2-2-5-16-6-75 2 5 16 6 75 o
H50-SN2-0.8-1.2-10-4-50 0.8 1.2 10 4 50 o H50-SN2-2-5-18-6-75 2 5 18 6 75 o
H50-SN2-0.8-1.2-12-4-50 0.8 1.2 12 4 50 (] H50-SN2-2-5-20-6-75 2 5 20 6 75 o
H50-SN2-0.9-1.2-6-4-50 0.9 1.2 4 50 ([ H50-SN2-2-5-25-6-75 2 5 25 6 75 (
H50-SN2-0.9-1.2-8-4-50 0.9 1.2 8 4 50 o H50-SN2-2-5-30-6-75 2 5 30 6 75 o
H50-SN2-0.9-1.2-10-4-50 0.9 1.2 10 4 50 o H50-SN2-2-5-35-6-75 2 5 35 6 75 o
H50-SN2-1-3-3-4-50 1 3 3 4 50 (] H50-SN2-3-8-10-6-50 3 8 10 6 50 o
H50-SN2-1-3-4-4-50 1 3 4 4 50 ([ H50-SN2-3-8-12-6-75 3 8 12 6 75 (
H50-SN2-1-3-5-4-50 1 3 5 4 50 o H50-SN2-3-8-16-6-75 3 8 16 6 75 o
H50-SN2-1-3-6-4-50 1 3 6 4 50 o H50-SN2-3-8-25-6-75 3 8 25 6 75 o
H50-SN2-1-3-7-4-50 1 3 7 4 50 (] H50-SN2-3-8-30-6-75 3 8 30 6 75 o
H50-SN2-1-3-8-4-50 1 3 8 4 50 ([ H50-SN2-4-8-10-6-50 4 8 10 6 50 (
H50-SN2-1-3-9-4-50 1 3 9 4 50 o H50-SN2-4-8-12-6-75 4 8 12 6 75 o
H50-SN2-1-3-10-4-50 1 3 10 4 50 o H50-SN2-4-8-16-6-75 4 8 16 6 75 o
H50-SN2-1.5-4-4-4-50 1.5 4 4 4 50 (] H50-SN2-4-8-20-6-75 4 8 20 6 75 o
H50-SN2-1.5-4-6-4-50 1.5 4 4 50 ([ H50-SN2-4-8-25-6-75 4 8 25 6 75 (
H50-SN2-1.5-4-8-4-50 1.5 4 4 50 ([ H50-SN2-4-8-30-6-75 4 8 30 6 75 o
H50-SN2-1.5-4-10-4-50 1.5 4 10 4 50 o H50-SN2-5-10-20-6-75 5 10 20 6 75 o
H50-SN2-2-5-6-4-50 2 5 6 4 50 (] H50-SN2-5-10-25-6-75 5 10 25 6 75 o
H50-SN2-2-5-8-4-50 5 8 4 50 [
H50-SN2-2-5-10-4-50 5 10 4 50 ® @ IREEFStock O FHFtiTAvailable Upon Order
H50-SN2-2.5-7-6-4-50 2.5 7 6 4 50 o
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H50-SN2 H50-RN4

271 R F RN IiLs%T] A7) R AR A LM TILERT]
2-Fluet,Deep Groove Square Endmill for Micro Machining 4-Fluet,Deep Groove Corner Radius Endmill for Micro Machining

BOBStau

iTRS 712 (D) 7K (Lc) %S (Ln) 112 (d) £K(L) EF RS 71 (D) Ef (r) 71 (Lc) 2 (Ln) 112 (d) £K(L) EE
Ordering Code Dia. Flute Length Neck Length Shank Dia. Overall Length Stock Ordering Code Dia. | CornerRadius | Flute Length |Neck Length |Shank Dia.| Overall Length | Stock

H50-SN2-5-10-30-6-75 5 10 30 6 75 [ H50-RN4-1-3-4-4-50-0.05 1 0.05 3 4 4 50 o

H50-SN2-6-12-20-6-75 6 12 20 6 75 () H50-RN4-1-3-6-4-50-0.05 1 0.05 3 6 4 50 ()

H50-SN2-6-12-25-6-75 6 12 25 6 75 o H50-RN4-1-3-8-4-50-0.05 1 0.05 3 8 4 50 ()

H50-SN2-6-12-30-6-75 6 12 30 6 75 () H50-RN4-1-3-10-4-50-0.05 1 0.05 3 10 4 50 ()

H50-RN4-1-3-4-4-50-0.1 1 0.1 3 4 4 50 [

@ TREEFEStock O FFtiTAvailable Upon Order H50-RN4-1-3-6-4-50-0.1 1 0.1 3 4 50 (]

H50-RN4-1-3-8-4-50-0.1 1 0.1 3 4 50 ()

H50-RN4-1-3-10-4-50-0.1 1 0.1 3 10 4 50 ()

H50-RN4-1.5-4-4-4-50-0.05 1.5 0.05 4 4 50 [

H50-RN4-1.5-4-6-4-50-0.05 15 0.05 4 4 50 ()

H50-RN4-1.5-4-8-4-50-0.05 1.5 0.05 4 4 50 ()

H50-RN4-1.5-4-10-4-50-0.05| 1.5 0.05 4 10 4 50 ()

H50-RN4-1.5-4-4-4-50-0.1 1.5 0.1 4 4 50 [

H50-RN4-1.5-4-6-4-50-0.1 15 0.1 4 4 50 ()

H50-RN4-1.5-4-8-4-50-0.1 1.5 0.1 4 4 50 ()

H50-RN4-1.5-4-10-4-50-0.1 1.5 0.1 4 10 4 50 ()

H50-RN4-2-5-6-4-50-0.05 2 0.05 5 4 50 ®

H50-RN4-2-5-8-4-50-0.05 2 0.05 5 4 50 ()

H50-RN4-2-5-10-4-50-0.05 2 0.05 5 10 4 50 ()

H50-RN4-2-5-6-4-50-0.1 2 0.1 5 4 50 ()

H50-RN4-2-5-8-4-50-0.1 2 0.1 5 4 50 [

H50-RN4-2-5-10-4-50-0.1 2 0.1 5 10 4 50 ()

H50-RN4-2-5-6-4-50-0.2 2 0.2 5 6 4 50 ()

H50-RN4-2-5-8-4-50-0.2 2 0.2 5 8 4 50 ()

H50-RN4-2-5-10-4-50-0.2 2 0.2 5 10 4 50 o

H50-RN4-2-5-6-4-50-0.3 2 0.3 5 4 50 ()

H50-RN4-2-5-8-4-50-0.3 2 0.3 5 4 50 ()

H50-RN4-2-5-10-4-50-0.3 2 0.3 5 10 4 50 ()

H50-RN4-2-5-6-4-50-0.5 2 0.5 5 4 50 ®

H50-RN4-2-5-8-4-50-0.5 2 0.5 5 4 50 ()

H50-RN4-2-5-10-4-50-0.5 2 0.5 5 10 4 50 ()

H50-RN4-2.5-6-8-4-50-0.1 2.5 0.1 6 8 4 50 ()

H50-RN4-2.5-6-10-4-50-0.1 2.5 0.1 6 10 4 50 o
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H50-RN4 H50-RN4

A7) R B AR IIIHT] A7) R B AR IIIHET]
4-Fluet,Deep Groove Corner Radius Endmill for Micro Machining 4-Fluet,Deep Groove Corner Radius Endmill for Micro Machining

L

as q c@a : K : : : :
TIAISiN
i ~
[ J [ ] [ ] [ J (@) ®

1T5S 71%Z (D) Ef (r) 71K (Lo) BZ(Ln) 1#1Z(d) 2K(L) EF THES 71%Z (D) FfA (n) 71K (Lo) B (Ln) 112 (d) 2K(L) EfE
Ordering Code DIER Corner Radius | Flute Length |Neck Length | Shank Dia. | Overall Length | Stock Ordering Code Dia. | Corner Radius | Flute Length |Neck Length | Shank Dia. | Overall Length | Stock
H50-RN4-4-8-10-4-50-0.1 4 0.1 8 10 4 50 [ J H50-RN4-3-8-12-6-60-0.1 3 0.1 8 12 6 60 [ J
H50-RN4-4-8-10-4-50-0.2 4 0.2 8 10 4 50 o H50-RN4-3-8-12-6-60-0.2 3 0.2 8 12 6 60 o
H50-RN4-4-8-10-4-50-0.3 4 0.3 8 10 4 50 o H50-RN4-3-8-12-6-60-0.3 3 0.3 8 12 6 60 [
H50-RN4-4-8-10-4-50-0.5 4 0.5 8 10 4 50 () H50-RN4-3-8-12-6-60-0.5 3 0.5 8 12 6 60 [ J
H50-RN4-2-5-6-6-60-0.05 2 0.05 5 6 6 60 [ J H50-RN4-3-8-16-6-75-0.1 3 0.1 8 16 6 75 [ J
H50-RN4-2-5-8-6-60-0.05 2 0.05 5 8 6 60 o H50-RN4-3-8-25-6-75-0.1 3 0.1 8 25 6 75 o
H50-RN4-2-5-16-6-60-0.05 2 0.05 5 16 6 60 o H50-RN4-3-8-16-6-75-0.2 3 0.2 8 16 6 75 o
H50-RN4-2-5-20-6-60-0.05 2 0.05 5 20 6 60 () H50-RN4-3-8-25-6-75-0.2 3 0.2 8 25 6 75 [ )
H50-RN4-2-5-6-6-60-0.1 2 0.1 5 6 6 60 [ J H50-RN4-3-8-16-6-75-0.3 3 0.3 8 16 6 75 [ J
H50-RN4-2-5-8-6-60-0.1 2 0.1 5 8 6 60 o H50-RN4-3-8-25-6-75-0.3 3 0.3 8 25 6 75 [ ]
H50-RN4-2-5-16-6-60-0.1 2 0.1 5 16 6 60 o H50-RN4-3-8-16-6-75-0.5 3 0.5 8 16 6 75 [
H50-RN4-2-5-20-6-60-0.1 2 0.1 5 20 6 60 () H50-RN4-3-8-25-6-75-0.5 3 0.5 8 25 6 75 [ J
H50-RN4-2-5-6-6-60-0.2 2 0.2 5 6 6 60 [ J H50-RN4-4-8-12-6-60-0.1 4 0.1 8 12 6 60 [ J
H50-RN4-2-5-8-6-60-0.2 2 0.2 5 8 6 60 o H50-RN4-4-8-12-6-60-0.2 4 0.2 8 12 6 60 o
H50-RN4-2-5-16-6-60-0.2 2 0.2 5 16 6 60 o H50-RN4-4-8-12-6-60-0.3 4 0.3 8 12 6 60 [
H50-RN4-2-5-20-6-60-0.2 2 0.2 5 20 6 60 () H50-RN4-4-8-12-6-60-0.5 4 0.5 8 12 6 60 [ J
H50-RN4-2-5-6-6-60-0.3 2 0.3 5 6 6 60 [ J H50-RN4-4-8-15-6-60-0.1 4 0.1 8 15 6 60 [ J
H50-RN4-2-5-8-6-60-0.3 2 0.3 5 8 6 60 o H50-RN4-4-8-15-6-60-0.2 4 0.2 8 15 6 60 [ ]
H50-RN4-2-5-16-6-60-0.3 2 0.3 5 16 6 60 o H50-RN4-4-8-15-6-60-0.3 4 0.3 8 15 6 60 [
H50-RN4-2-5-20-6-60-0.3 2 0.3 5 20 6 60 () H50-RN4-4-8-15-6-60-0.5 4 0.5 8 15 6 60 [ J
H50-RN4-2-5-6-6-60-0.5 2 0.5 5 6 6 60 [ J H50-RN4-4-8-20-6-75-0.1 4 0.1 8 20 6 75 [ J
H50-RN4-2-5-8-6-60-0.5 2 0.5 5 8 6 60 o H50-RN4-4-8-20-6-75-0.2 4 0.2 8 20 6 75 [ ]
H50-RN4-2-5-16-6-60-0.5 2 0.5 5 16 6 60 o H50-RN4-4-8-20-6-75-0.3 4 0.3 8 20 6 75 [
H50-RN4-2-5-20-6-60-0.5 2 0.5 5 20 6 60 () H50-RN4-4-8-20-6-75-0.5 4 0.5 8 20 6 75 [ J
H50-RN4-2-5-30-6-60-0.5 2 0.5 5 30 6 60 [ J H50-RN4-4-8-30-6-75-0.1 4 0.1 8 30 6 75 [ J
H50-RN4-2-5-35-6-75-0.05 2 0.5 5 35 6 75 o H50-RN4-4-8-30-6-75-0.2 4 0.2 8 30 6 75 ]
H50-RN4-2-5-35-6-75-0.1 2 0.5 5 35 6 75 o H50-RN4-4-8-30-6-75-0.3 4 0.3 8 30 6 75 ]
H50-RN4-2-5-35-6-75-0.2 2 0.5 5 B5 6 75 () H50-RN4-4-8-30-6-75-0.5 4 0.5 8 30 6 75 [ J
H50-RN4-2-5-35-6-75-0.3 2 0.5 5 35 6 75 [ J H50-RN4-5-10-12-6-60-0.1 5 0.1 10 12 6 60 [ J
H50-RN4-2-5-35-6-75-0.5 2 0.5 5 35 6 75 o H50-RN4-5-10-12-6-60-0.2 5 0.2 10 12 6 60 o
H50-RN4-3-6-8-6-60-0.1 3 0.1 6 8 6 60 o H50-RN4-5-10-12-6-60-0.3 5 0.3 10 12 6 60 [
@ REEEStock O FEfiTAvailable Upon Order @ TEEEStock O FFiTAvailable Upon Order
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H50-RN4

47) R ABE AR TILERT]
4-Fluet,Deep Groove Corner Radius Endmill for Micro Machining

1T5S 71 (D) HE (r) 71 ( = (Ln) HfE(d) 2K(L) FETF
Ordering Code Dia. Corner Radius | Flute Length | Neck Length | Shank Dia. |Overall Length | Stock
H50-RN4-5-10-12-6-60-0.5 5 0.5 10 12 6 60 ([
H50-RN4-5-10-12-6-60-1 5 1 10 12 6 60 o
H50-RN4-5-10-15-6-60-0.1 5 0.1 10 15 6 60 o
H50-RN4-5-10-15-6-60-0.2 5 0.2 10 15 6 60 ()
H50-RN4-5-10-15-6-60-0.3 5 0.3 10 15 6 60 ([
H50-RN4-5-10-15-6-60-0.5 5 0.5 10 15 6 60 o
H50-RN4-5-10-15-6-60-1 5 1 10 15 6 60 o
H50-RN4-5-10-20-6-75-0.1 5 0.1 10 20 6 75 ()
H50-RN4-5-10-20-6-75-0.2 5 0.2 10 20 6 75 ([
H50-RN4-5-10-20-6-75-0.3 5 0.3 10 20 6 75 o
H50-RN4-5-10-20-6-75-0.5 5 0.5 10 20 6 75 o
H50-RN4-5-10-20-6-75-1 5 1 10 20 6 75 o
H50-RN4-5-10-30-6-75-0.1 5 0.1 10 30 6 75 ([
H50-RN4-5-10-30-6-75-0.2 5 0.2 10 30 6 75 o
H50-RN4-5-10-30-6-75-0.3 5 0.3 10 30 6 75 o
H50-RN4-5-10-30-6-75-0.5 5 0.5 10 30 6 75 ()
H50-RN4-5-10-30-6-75-1 5 1 10 30 6 75 ([
H50-RN4-6-12-15-6-60-0.2 6 0.2 12 15 6 60 o
H50-RN4-6-12-15-6-60-0.3 6 0.3 12 15 6 60 o
H50-RN4-6-12-15-6-60-0.5 6 0.5 12 15 6 60 (]
H50-RN4-6-12-15-6-60-1 6 1 12 15 6 60 o
H50-RN4-6-12-20-6-75-0.2 6 0.2 12 20 6 75 o
H50-RN4-6-12-20-6-75-0.3 6 0.3 12 20 6 75 o
H50-RN4-6-12-20-6-75-0.5 6 0.5 12 20 6 75 (]
H50-RN4-6-12-20-6-75-0.1 6 0.1 12 20 6 75 o
H50-RN4-1-3-4-4-50-0.2 1 0.2 3 4 4 50 o
H50-RN4-1-3-6-4-50-0.2 1 0.2 3 6 4 50 o
H50-RN4-1-3-8-4-50-0.2 1 0.2 3 8 4 50 [ ]
H50-RN4-1-3-10-4-50-0.2 1 0.2 3 10 4 50 o
H50-RN4-1.5-4-6-4-50-0.2 1.5 0.2 4 4 50 o
H50-RN4-1.5-4-8-4-50-0.2 1.5 0.2 4 4 50 o
H50-RN4-1.5-4-10-4-50-0.2 %5 0.2 4 10 4 50 o
@ IREEFEStock O FEfiTAvailable Upon Order
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H50-B2

27)BRSL AN T2 3% T]
2-Flute, Ball Nose Endmill for Micro Machining

BODSCM

TS 711 (D) 71K (Lc) 11Z(d) 2K(L)

Ordering Code DIER Flute Length Shank Dia. Overall Length
H50-B2-0.2-0.4-4-50 0.2 0.4 4 50 [ ]
H50-B2-0.3-0.6-4-50 0.3 0.6 4 50 [ ]
H50-B2-0.4-0.8-4-50 0.4 0.8 4 50 [ ]

H50-B2-0.5-1-4-50 0.5 1 4 50 [ ]
H50-B2-0.6-1.2-4-50 0.6 1.2 4 50 [ )
H50-B2-0.7-1.4-4-50 0.7 1.4 4 50 [ ]
H50-B2-0.8-1.6-4-50 0.8 1.6 4 50 [ ]
H50-B2-0.9-1.8-4-50 0.9 1.8 4 50 [ ]
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H50-BN2 H50-BN2

27) R ERSKIIN T 8ET] 27) ARSI AL 88 T]
2-Flute, Deep Groove Ball Nose Endmill for Micro Machining 2-Flute, Deep Groove Ball Nose Endmill for Micro Machining
J ‘ | —T . ‘ | =T

zJol LU~ zlol LU~
B0DS n0Es

iTHeS 7% (D) Q) 7% (L) | B=(Ln) | R 2K(L) e RS 7% O | Ef R | 7% (L) BS(Ln) | AR(d) 2E(L) 3
Ordering Code Dia. Corner Radius | Flute Length| Neck Length | Shank Dia. |Overall Length | Stock Ordering Code Dia. | CornerRadius| Flute Length | Neck Length | Shank Dia. | Overall Length | Stock
H50-BN2-0.2-0.2-0.5-4-50 0.2 0.1 0.2 0.5 4 50 ) H50-BN2-0.6-0.6-7-4-50 0.6 0.3 0.6 7 4 50 o
H50-BN2-0.2-0.2-1-4-50 0.2 0.1 0.2 1 4 50 S H50-BN2-0.6-0.6-8-4-50 0.6 0.3 0.6 8 4 50 o
H50-BN2-0.2-0.2-1.5-4-50 0.2 0.1 0.2 1.5 4 50 ) H50-BN2-0.6-0.6-9-4-50 0.6 0.3 0.6 9 4 50 ®
H50-BN2-0.2-0.2-2-4-50 0.2 0.1 0.2 4 50 Y H50-BN2-0.6-0.6-10-4-50 0.6 0.3 0.6 10 4 50 [}
H50-BN2-0.2-0.2-3-4-50 0.2 0.1 0.2 3 4 50 Y H50-BN2-0.7-0.7-2-4-50 0.7 0.35 0.7 2 4 50 [ ]
H50-BN2-0.3-0.3-1-4-50 0.3 0.1 0.3 4 50 ® H50-BN2-0.7-0.7-4-4-50 0.7 0.35 0.7 4 50 ( ]
H50-BN2-0.3-0.3-1.5-4-50 0.3 0.1 0.3 1.5 4 50 Y H50-BN2-0.7-0.7-6-4-50 0.7 0.35 0.7 4 50 [ ]
H50-BN2-0.3-0.3-2-4-50 0.3 0.1 0.3 2 4 50 Y H50-BN2-0.7-0.7-8-4-50 0.7 0.35 0.7 4 50 [}
H50-BN2-0.3-0.3-2.5-4-50 0.3 0.15 0.3 2.5 4 50 S H50-BN2-0.7-0.7-10-4-50 0.7 0.35 0.7 10 4 50 Y
H50-BN2-0.3-0.3-3-4-50 0.3 0.15 0.3 3 4 50 S H50-BN2-0.8-0.8-4-4-50 0.8 0.35 0.8 4 50 o
H50-BN2-0.4-0.4-1-4-50 0.4 0.15 0.4 4 50 ) H50-BN2-0.8-0.8-6-4-50 0.8 0.4 0.8 4 50 ®
H50-BN2-0.4-0.4-1.5-4-50 0.4 0.15 0.4 15 4 50 ) H50-BN2-0.8-0.8-8-4-50 0.8 0.4 0.8 4 50 ®
H50-BN2-0.4-0.4-2-4-50 0.4 0.15 0.4 2 4 50 S H50-BN2-0.8-0.8-10-4-50 0.8 0.4 0.8 10 4 50 Y
H50-BN2-0.4-0.4-2.5-4-50 0.4 0.2 0.4 2.5 4 50 ® H50-BN2-0.8-0.8-12-4-50 0.8 0.4 0.8 12 4 50 ( ]
H50-BN2-0.4-0.4-3-4-50 0.4 0.2 0.4 3 4 50 S H50-BN2-0.9-0.9-6-4-50 0.9 0.45 0.9 4 50 ®
H50-BN2-0.4-0.4-3.5-4-50 0.4 0.2 0.4 3.5 4 50 ) H50-BN2-0.9-0.9-8-4-50 0.9 0.45 0.9 4 50 ®
H50-BN2-0.4-0.4-4-4-50 0.4 0.2 0.4 4 4 50 ° H50-BN2-0.9-0.9-10-4-50 0.9 0.45 0.9 10 4 50 Y
H50-BN2-0.4-0.4-5-4-50 0.4 0.2 0.4 5 4 50 ® H50-BN2-1-2-3-4-50 1 0.5 2 g 4 50 ®
H50-BN2-0.5-0.5-1-4-50 0.5 0.25 0.5 1 4 50 ° H50-BN2-1-2-4-4-50 1 0.5 2 4 4 50 L
H50-BN2-0.5-0.5-5-4-50 0.5 0.25 0.5 5 4 50 ) H50-BN2-1-2-5-4-50 1 0.5 2 2 4 50 ®
H50-BN2-0.5-0.5-2-4-50 0.5 0.25 0.5 2 4 50 ) H50-BN2-1-2-6-4-50 1 0.5 2 6 4 50 ®
H50-BN2-0.5-0.5-5-4-50 0.5 0.25 0.5 5 4 50 ] H50-BN2-1-2-7-4-50 1 0.5 2 7 4 50 ®
H50-BN2-0.5-0.5-3-4-50 0.5 0.25 0.5 3 4 50 ® H50-BN2-1-2-8-4-50 1 0.5 2 8 4 50 ®
H50-BN2-0.5-0.5-4-4-50 0.5 0.25 0.5 4 4 50 ) H50-BN2-1-2-9-4-50 1 0.5 2 ) 4 50 ®
H50-BN2-0.5-0.5-5-4-50 0.5 0.25 0.5 5 4 50 ® H50-BN2-1-2-10-4-50 1 0.5 2 10 4 50 L
H50-BN2-0.5-0.5-6-4-50 0.5 0.25 0.5 6 4 50 ] H50-BN2-1.5-3-4-4-50 1.5 0.75 3 4 4 50 ®
H50-BN2-0.5-0.5-8-4-50 0.5 0.25 0.5 8 4 50 ® H50-BN2-1.5-3-6-4-50 1.5 0.75 3 4 50 ®
H50-BN2-0.5-0.5-10-4-50 0.5 0.25 0.5 10 4 50 () H50-BN2-1.5-3-8-4-50 15 0.75 3 4 50 ol
H50-BN2-0.6-0.6-2-4-50 0.6 0.3 0.6 2 4 50 S H50-BN2-1.5-3-10-4-50 1.5 0.75 3 10 4 50 Y
H50-BN2-0.6-0.6-3-4-50 0.6 0.3 0.6 3 4 50 () H50-BN2-2-6-50-4-50 2 0.75 4 50 4 50 ®
H50-BN2-0.6-0.6-4-4-50 0.6 0.3 0.6 4 4 50 ) H50-BN2-2-8-50-4-50 2 0.75 4 50 4 50 ®
H50-BN2-0.6-0.6-5-4-50 0.6 0.3 0.6 5 4 50 ® H50-BN2-2-10-50-4-50 2 0.75 4 50 4 50 ®
H50-BN2-0.6-0.6-6-4-50 0.6 0.3 0.6 6 4 50 ) H50-BN2-2.5-5-6-4-50 2.5 1.25 5 6 4 50 e
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H50-BN2 H50-BN2

27) R ERSKIIN T 8ET] 27) ARSI AL 88 T]
2-Flute, Deep Groove Ball Nose Endmill for Micro Machining 2-Flute, Deep Groove Ball Nose Endmill for Micro Machining

BOBSE

TEe 712 (D) 7% (L) B¥2E(Ln) 112 (d) £E(L) B iT5iS 712 (D) 71 (L) W= (Ln) el (e)) £K(L) EF
Ordering Code ia. Flute Length Neck Length S IEGQIER Overall Length Stock Ordering Code DIER Flute Length Neck Length Shank Dia. Overall Length Stock

H50-BN2-2.5-5-8-4-50 2.5 5 8 4 50 ) H50-BN2-5-10-25-6-75 5 10 25 6 75 o
H50-BN2-2.5-5-10-4-50 2.5 5 10 4 50 ° H50-BN2-5-10-30-6-75 5 10 30 6 S g

H50-BN2-3-6-8-4-50 3 6 8 4 50 Y H50-BN2-6-12-20-6-75 6 12 20 6 75 o
H50-BN2-3-6-10-4-50 3 6 10 4 50 PS H50-BN2-6-12-25-6-75 6 12 25 6 75 o
H50-BN2-4-8-10-4-50 4 6 10 4 50 ) H50-BN2-6-12-30-6-75 6 12 30 6 75 o

H50-BN2-2-4-6-6-50 2 8 6 6 50 (]

H50-BN2.2.4-8.6.50 5 p p 50 ° @ fREEREStock O FMiTAvailable Upon Order

H50-BN2-2-4-10-6-50 2 4 10 6 50 @

H50-BN2-2-4-6-6-75 2 4 6 75 ()

H50-BN2-2-4-8-6-75 2 4 6 75 (

H50-BN2-2-4-10-6-75 2 4 10 6 75 [ )

H50-BN2-2-4-12-6-75 2 4 12 6 75 o

H50-BN2-2-4-14-6-75 2 4 14 6 75 o

H50-BN2-2-4-16-6-75 2 4 16 6 75 (

H50-BN2-2-4-18-6-75 2 4 18 6 75 [ )

H50-BN2-2-4-20-6-75 2 4 20 6 75 o

H50-BN2-2-4-25-6-75 2 4 25 6 75 o

H50-BN2-2-4-30-6-75 2 4 30 6 75 (

H50-BN2-2-4-35-6-75 2 4 35 6 75 o

H50-BN2-3-6-8-6-50 g 6 8 6 50 (]

H50-BN2-3-6-10-6-50 3 6 10 6 50 o

H50-BN2-3-6-8-6-75 3 6 8 6 75 (

H50-BN2-3-6-12-6-75 3 6 12 6 75 [ )

H50-BN2-3-6-16-6-75 3 6 16 6 75, (]

H50-BN2-3-6-25-6-75 3 6 25 6 75 o

H50-BN2-3-6-30-6-75 3 6 30 6 75 (

H50-BN2-4-8-10-6-50 4 8 10 6 50 o

H50-BN2-4-8-12-6-75 4 8 12 6 75 o

H50-BN2-4-8-16-6-75 4 8 16 6 75 o

H50-BN2-4-8-20-6-75 4 8 20 6 75 (

H50-BN2-4-8-25-6-75 4 8 25 6 75 o

H50-BN2-4-8-30-6-75 4 8 30 6 75 o
H50-BN2-5-10-20-6-75 5 10 20 6 75 o

@ IREEFStock O FHFiTAvailable Upon Order
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S40-54
47) LB TILEET]
4-Flute, Square Endmill for High Performance Machining

&ES 71#% (D) 71K (Lc) H#w12(d) £K(L)
Ordering Code DIER Flute Length Shank Dia. Overall Length

S$40-S4-2-5-4-50 2 5 4 50 O
S40-54-3-8-4-50 3 8 4 50 O
S$40-S4-4-10-4-50 4 10 4 50 O
S40-S4-6-15-6-50 6 15 6 50 O
S40-54-8-20-8-60 8 20 8 60 O
S$40-S4-10-25-10-75 10 25 10 75 O
S40-S4-12-30-12-75 12 30 12 75 O
S40-S4-8-20-8-100 8 20 8 100 O
S40-54-10-25-10-100 10 25 10 100 O
S40-5S4-12-30-12-100 12 30 12 100 O

@ TREERFStock O FfiiTAvailable Upon Order

S40%%!

EaRaEEMINIIIHT]

S40 series high-performance machining end mill heat-resistant super alloy

@ E (K FRAMEME R AR IR EAF;

@71 RAFFAME, FFERLT, EMGENLS;

@R = RAZNRER, AL ERE;

O ESE B (SHRCA8) . 558k, RN, SR EW. SR A EFMRNER. NSt RHSHESMHMISN;
BRATARINRAEHIERIN T, LA IR0.5DLARBIFESRAN T, th el AR F AR I ZERMIAAEIN T ;

@ Substrate: A matrix that combines wear resistance and chipping resistance;

@ Geometry: Employing unequal tooth pitch and unequal helix design, with endows it with outstanding, amti-seismil performance

@ Coating: By emplaying Employing ZrN coating, it exhibits outstanding anti-adhesion performance;

@ Application:Suitable for groove milling, side milling, and dynamic milling of materials such as ordinary steel (< HRC48), cast iron, stainless
steel, high-strength steel, and high-reistants superallys;
optimized for efficient processing of large cutting depth and width, as well as groove milling processing with a cutting depth of less
than 0.5D. It can also be used for side milling precision processing of large cutting depth and small cutting width;
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S40-R4
47) B f Sk R0 3L 8t 70

4-Flute, Corner Radius Endmill for High Performance Machining

TS 7% (D) (r) 71 1iZ(d) SK(L) =5
Ordering Code DIER Corner Radius Shank Dia. Overall Length Stock
S40-R4-2-5-4-50-0.2 2 0.2 5 4 50 O
S40-R4-3-8-4-50-0.2 3 0.2 8 4 50 O
S40-R4-4-10-4-50-0.2 4 0.2 10 4 50 O
S40-R4-6-15-6-50-0.2 6 0.2 i1l5 6 50 O
S40-R4-8-20-8-60-0.2 8 0.2 20 8 60 O
S40-R4-10-25-10-75-0.2 10 0.2 25 10 75 O
S40-R4-12-30-12-75-0.2 12 0.2 30 12 75 O
S40-R4-8-20-8-100-0.2 8 0.2 20 8 100 O
S40-R4-10-25-10-100-0.2 10 0.2 25 10 100 O
S40-R4-12-30-12-100-0.2 12 0.2 30 12 100 O
S40-R4-2-5-4-50-0.5 2 0.5 4 50 O
S40-R4-3-8-4-50-0.5 3 0.5 4 50 O
S40-R4-4-10-4-50-0.5 4 0.5 10 4 50 O
S40-R4-6-15-6-50-0.5 6 0.5 15 6 50 O T4 0 I
S40-R4-8-20-8-60-0.5 8 0.5 20 8 60 O P a ) S
S40-R4-10-25-10-75-0.5 10 0.5 25 10 75 O P
S40-R4-12-30-12-75-0.5 12 0.5 30 12 75 O t ﬁns&hull%ﬁﬂ .. I .
SA0.RA8208.10008 . o5 20 s 100 5 T40 series high-performance machining end mill titanium alloy
S40-R4-10-25-10-100-0.5 10 0.5 25 10 1 O .
S40-R4-12-30-12-100-0.5 12 0.5 30 12 122 O Ok %%m%’l’i&:ﬁaﬁﬁﬂ'ﬂgﬁf; N
C40RADE 4501 5 . " o O @& . OFXATFIAE, 7F‘-:'—"rﬂ?ﬁ%1§1‘l‘ mERERS
$40-R4-3-8-4-50-1 3 1 4 50 O OUEIRAT, HRILAEN=
044104501 . : T . P O \ ?ﬁﬁﬂj‘ﬂ Liif iﬁ’ﬂ%f%ﬂ A, 1E587) 5&8E ;
O RAE 1 es0n c : s . P 5 @=E: *Fﬁ EEN;%E, RS RIAGEEERE; i
40-RA-5.20.5.60.1 . . ” » P 5 O A EEFREN. FEMW AT FMEIRETE. MRS AEFSHMIAN;
S0RA 102510751 i : o I . 5 ERTFAUIRARTENEBINT, LURR0.5D LARBIFESEIN T, b e] LA F AULR /DRSS T ;
S40-R4-12-30-12-75-1 12 1 30 12 75 O @ Substrate: A substrate that combines wear resistance and fracture resistance;
Swomsmooins | 5 [ 2 : w0 S e e e e
S40-R4-10-25-10-100-1 10 1 25 10 100 O © with special edge treatment the cutting edge uniformdy, passswated to enhance its strength;
S40-R4-12-30-12-100-1 12 1 30 12 100 O @ Coating: Employing ZrN coating, it exhibits excellent anti-adhesion performance.

@ Application:Suitable for various processing methods such as groove milling, stainless steel, side milling, and dynamic milling of high-strength
steel stainless, titanium alloys, and other materials;

@ trEEEStock O FEFiTAvailable Upon Order Suitable for efficient processing of large cutting depth and width, as well as groove milling processing with a cutting depth of less
than 0.5D. It can also be used for side milling precision processing of large cutting depth and small cutting width;
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T40-S4 T40-R4

AT) R EMMIILERT] AT BEIfAk =N Tk T]
4-Flute, Square Endmill for High Performance Machining 4-Flute, Corner Radius Endmill for High Performance Machining

. T\%

Lc Lc

L

TS 71#Z (D) 71K (Lc) #E(d) £K(L) = TES 71 (D) BElf(r) 71K (Lo) Wiz (d) £K(L) FETF

Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock Ordering Code Dia. Corner Radius Flute Length SHENDIER Overall Length Stock
T40-S4-1-3-4-50 1 3 4 50 O T40-R4-1.5-4-4-50-0.2 1.5 0.2 4 4 50 O
T40-54-1.5-4-4-50 1.5 4 4 50 @) T40-R4-2-6-4-50-0.2 2 0.2 6 4 50 O
140-54-2-6-4-50 2 6 4 50 O T40-R4-3-9-4-50-0.2 3 0.2 9 4 50 O
T40-542 5.-7-4-50 25 7 4 50 0O T40-R4-3-9-4-50-0.5 3 0.5 9 4 50 ©)
140.54.3.8.4.50 3 s . P o T40-R4-4-10-4-50-0.2 4 0.2 10 4 50 O
T40-R4-4-10-4-50-0.5 4 0.5 10 4 50 O
LE0 S 7o S 3 12 4 " © T40-R4-4-10-4-50-1 4 1 10 4 50 O
T40-54-4-11-4-50 4 1 4 50 O T40-R4-4-12-4-75-0.5 4 0.5 12 4 75 0
T40-54-4-15-4-75 4 15 4 75 O T40-R4-5-15-6-50-0.5 5 0.5 15 6 50 O
T40-S4-3-8-6-50 3 8 6 50 O T40-R4-5-15-6-50-1 5 1 15 6 50 O
T40-S4-4-11-6-50 4 11 6 50 @) T40-R4-6-15-6-50-0.2 6 0.2 15 6 50 O
T40-S4-5-13-6-50 5 13 6 50 O T40-R4-6-15-6-50-0.5 6 0.5 15 6 50 O
140-54-6-15-6-50 6 15 6 50 0 T40-R4-6-15-6-50-1 6 1 15 6 50 O
T40-54-6.24.6.75 . 4 5 75 o T40-R4-6-18-6-75-0.5 6 0.5 18 6 75 O
T40-54-7-20-8-60 7 20 8 60 O T40-R4-6-18-6-75-1 6 ! 18 6 > o
T40-R4-8-20-8-60-0.5 8 0.5 20 8 60 O
T40-54-8-20-8-60 8 20 8 60 O T40-R4-8-20-8-60-1 8 1 20 8 60 O
T40-54-8-25-8-75 8 25 8 s o T40-R4-8-24-8-75-0.5 8 0.5 24 8 75 @)
T40-S4-8-32-8-100 8 32 8 100 O T40-R4-8-24-8-75-1 8 1 24 8 75 O
T40-54-9-23-10-75 9 23 10 75 @) T40-R4-8-35-8-100-0.5 8 0.5 35 8 100 O
T40-S4-10-25-10-75 10 25 10 75 O T40-R4-8-35-8-100-1 8 1 35 8 100 O
T40-54-10-35-10-100 10 35 10 100 e T40-R4-10-25-10-75-0.5 10 0.5 25 10 75 ©)
140-54-12-30-12-75 12 30 12 75 o T40-R4-10-25-10-75-1 10 1 25 10 75 O
T40-S4-12-37-12-100 12 37 12 100 @) T40°-R4-10-25-10-75-2 10 2) 10 n o
A0.5414.45-14-100 ” e ” 100 o T40-R4-10-35-10-100-0.5 10 0.5 35 10 100 O
T40-R4-10-35-10-100-1 10 1 35 10 100 @)
T40-54-16-45-16-100 - i 18 0 & T40-R4-12-30-12-75-0.5 12 0.5 30 12 75 O
T40-S4-20-45-20-100 20 45 20 100 O T40-R4-12-30-12-75-1 12 1 30 12 75 @)
T40-R4-12-30-12-75-1.5 12 1.5 30 12 75 O
@ inEEEStock O EiiTAvailable Upon Order LU o 7 T 12 2 30 12 (2 O
T40-R4-12-35-12-100-0.5 12 0.5 35 12 100 O
T40-R4-12-35-12-100-1 12 35 12 100 @)
T40-R4-16-40-16-100-1 16 40 16 100 O
T40-R4-20-45-20-100-1 20 45 20 100 O

59 555 @ IREEFStock O FHftiTAvailable Upon Order cee 10
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AA40 series high-performance machining end mill aluminum alloy

O@E(K FRAMEM RN,
@712 Q@ RAFFAE, FFEIELIT, MEMRELS;
@ UREILIT, B MHREML R
© FaZE G, RN IRERE;
OFE BTN EFREE;
ON A ESHAE. AT FMRBES. MR RE I T, RS IER—FmI;

@ Substrate: A substrate that combines wear resistance and fracture resistance;
@ Geometry: @ Adopting unequal tooth pitch and unequal spiral design, with excellent anti-vibration;
@ U-shaped groove design, excellent chip removal performance;
© Clear edge margin design to ensure the quality of the processed surface;
@ Coating: Uncoated knife and DLC are optional;
@ Application :Suitable for groove milling, side milling, and surface milling of copper alloys, aluminum alloys, and other materials;
Can achieve integrated processing of roughing and finishing;
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A40-S3
37 RSN ITILHET]
3-Flute, Square Endmill for High Performance Machining

— ==

| L
AN RIS
it = e

TS 714 (D) 71K (Lc) H1E(d) 2K(L) EETF
Ordering Code DIEN Flute Length Shank Dia. Overall Length Stock
A40-S3-1-3-4-50 1 3 4 50 [ ]

A40-S3-1.5-5-4-50 %5 5 4 50 ( J
A40-S3-2-6-4-50 2 6 4 50 [}
A40-S3-2.5-8-4-50 2.5 8 4 50 o
A40-S3-3-12-3-75 3 12 3 75 [ J
A40-S3-3-12-3-100 B 12 3 100 ( }
A40-S3-3-9-4-50 3 9 4 50 [ ]
A40-S3-3.5-11-4-50 85 11 4 50 ( ]
A40-S3-4-12-4-50 4 12 4 50 [ ]
A40-S3-4-16-4-75 4 16 4 75 [}
A40-S3-4-20-4-100 4 20 4 100 { ]
A40-S3-5-20-5-75 5 20 5 75 ( }
A40-S3-5-30-5-100 5 30 5 100 [ }
A40-S3-5-15-6-50 5 15 6 50 ( ]
A40-S3-6-18-6-50 6 18 6 50 [}
A40-S3-6-25-6-75 6 25 6 75 [}
A40-S3-6-30-6-100 6 30 6 100 { ]
A40-S3-6-45-6-150 6 45 6 150 ( }
A40-S3-8-24-8-60 8 24 8 60 [ }
A40-S3-8-30-8-75 8 30 8 75 ( J
A40-S3-8-35-8-100 8 35 8 100 [}
A40-S3-8-50-8-150 8 50 8 150 o
A40-S3-10-30-10-75 10 30 10 75 { ]
A40-S3-10-40-10-100 10 40 10 100 ( J
A40-S3-10-55-10-150 10 55 10 150 [
A40-S3-12-35-12-75 12 35 12 75 ( J
A40-S3-12-45-12-100 12 45 12 100 [}
A40-S3-12-55-12-150 12 55 12 150 o
A40-S3-14-45-14-100 14 45 14 100 { ]
A40-S3-14-70-14-150 14 70 14 150 ( }
A40-S3-16-45-16-100 16 45 16 100 [ }
A40-S3-16-80-16-150 16 80 16 150 ( J
A40-S3-18-80-18-150 18 80 18 150 [}
A40-S3-20-45-20-100 20 45 20 100 o
A40-S3-20-80-20-150 20 80 20 150 { ]

@ iTEEEStock O EfiTAvailable Upon Order <<<102 =e———
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A40-R3
37JEIAREMIMNIILTET]
3-Flute, Corner Radius Endmill for High Performance Machining

BNStau

iTRS 71%& (D) Efa(r) 71K (Lc) w12 (d) 2K(L) EfF

Ordering Code DIER Corner Radius Flute Length Shank Dia. Overall Length Stock
A40-R3-1-3-4-50-0.2 1 0.2 3 4 50 [
A40-R3-1.5-5-4-50-0.2 1.5 0.2 5 4 50 [
A40-R3-2-6-4-50-0.2 2 0.2 6 4 50 [
A40-R3-2-6-4-50-0.5 2 0.5 6 4 50 [ J
A40-R3-2.5-8-4-50-0.2 2.5 0.2 8 4 50 [
A40-R3-2.5-8-4-50-0.5 2.5 0.5 8 4 50 ()
A40-R3-3-9-4-50-0.2 3 0.2 9 4 50 [
A40-R3-3-9-4-50-0.5 3 0.5 9 4 50 [
A40-R3-3.5-11-4-50-0.2 3.5 0.2 11 4 50 [
A40-R3-3.5-11-4-50-0.5 3.5 0.5 11 4 50 [ J
A40-R3-4-12-4-50-0.2 4 0.2 12 4 50 ([ J
A40-R3-4-12-4-50-0.5 4 0.5 12 4 50 o
A40-R3-4-12-4-50-1 4 1 12 4 50 [
A40-R3-5-15-6-50-0.2 5 0.2 15 6 50 [
A40-R3-5-15-6-50-0.5 5 0.5 15 6 50 [
A40-R3-5-15-6-50-1 5 1 15 6 50 [ J
A40-R3-6-18-6-50-0.2 6 0.2 18 6 50 [
A40-R3-6-18-6-50-0.5 6 0.5 18 6 50 ()
A40-R3-6-18-6-50-1 6 1 18 6 50 [
A40-R3-8-24-8-60-0.2 8 0.2 24 8 60 o
A40-R3-8-24-8-60-0.5 8 0.5 24 8 60 (]
A40-R3-8-24-8-60-1 8 1 24 8 60 [ J
A40-R3-10-30-10-75-0.2 10 0.2 30 10 75 [
A40-R3-10-30-10-75-0.5 10 0.5 30 10 75 ()
A40-R3-10-30-10-75-1 10 1 30 10 75 [
A40-R3-10-30-10-75-1.5 10 1.5 30 10 75 [
A40-R3-10-30-10-75-2 10 30 10 75 [
A40-R3-10-30-10-75-3 10 30 10 75 [ J
A40-R3-10-40-10-100-0.5 10 0.5 40 10 100 o
A40-R3-10-40-10-100-1 10 1 40 10 100 ()

@ TREEEStock O FfiTAvailable Upon Order
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A40-R3
37JE ARSI TTILTET]
3-Flute, Corner Radius Endmill for High Performance Machining

——E
- — e — ‘..____'!.
o @

22 A

Lc

L
[ ]

T8RS 71%& (D) Ef(r) 71 (Lc) w12 (d) 2K(L) EE
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock
A40-R3-10-40-10-100-2 10 2 40 10 100 [
A40-R3-10-40-10-100-3 10 3 40 10 100 o
A40-R3-12-35-12-75-0.2 12 0.2 35 12 75 o
A40-R3-12-35-12-75-0.5 12 0.5 35 12 75 o
A40-R3-12-35-12-75-1 12 1 35 12 75 (]
A40-R3-12-35-12-75-1.5 12 %5 35 12 75 ([
A40-R3-12-35-12-75-2 12 2 35 12 75 [
A40-R3-12-35-12-75-3 12 3 35 12 75 ()
A40-R3-12-45-12-100-0.5 12 0.5 45 12 100 o
A40-R3-12-45-12-100-1 12 1 45 12 100 o
A40-R3-12-45-12-100-2 12 2 45 12 100 (]
A40-R3-12-45-12-100-3 12 5] 45 12 100 ([
A40-R3-14-45-14-100-0.5 14 0.5 45 14 100 [
A40-R3-14-45-14-100-1 14 1 45 14 100 o
A40-R3-14-45-14-100-2 14 2 45 14 100 o
A40-R3-14-45-14-100-3 14 3 45 14 100 o
A40-R3-16-45-16-100-0.5 16 0.5 45 16 100 [
A40-R3-16-45-16-100-1 16 1 45 16 100 ([
A40-R3-16-45-16-100-2 16 2 45 16 100 [
A40-R3-16-45-16-100-3 16 3 45 16 100 o
A40-R3-20-45-20-100-0.5 20 0.5 45 20 100 o
A40-R3-20-45-20-100-1 20 1 45 20 100 [ ]
A40-R3-20-45-20-100-2 20 2 45 20 100 o
A40-R3-20-45-20-100-3 20 B 45 20 100 ([

@ IREREFStock O FHFtiTAvailable Upon Order
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A40-B2

27)BkKBERAMIIIERT]
2-Flute, Ball Nose Nose Endmill for General Machining

-,

= o = - ) |

0SS

iTRS 71%& (D) = (r) 71K (Lc) H1Z(d) 2K(L) E1F
Ordering Code Dia. Corner Radius Flute Length Shank Dia. Overall Length Stock

A40-B2-1-2-4-50 1 0.5 2 4 50 o
A40-B2-2-4-4-50 2 1 4 4 50 o
A40-B2-3-6-4-50 3 15 6 4 50 (]
A40-B2-4-8-4-50 4 2 8 4 50 ([
A40-B2-4-8-6-50 4 2 8 6 50 o
A40-B2-6-12-6-50 6 3 12 6 50 ()
A40-B2-8-16-8-60 8 4 16 8 60 o
A40-B2-10-20-10-75 10 5 20 10 75 o
A40-B2-12-24-12-75 12 6 24 12 75 (]
A40-B2-6-12-6-100 3 12 100 ([
A40-B2-8-16-8-100 4 16 8 100 [
A40-B2-10-20-10-100 10 5 20 10 100 ()
A40-B2-12-24-12-100 12 6 24 12 100 o
A40-B2-14-28-14-100 14 7 28 14 100 o
A40-B2-16-32-16-100 16 8 32 16 100 (]
A40-B2-18-36-18-100 18 9 36 18 100 ([
A40-B2-20-40-20-100 20 10 40 20 100 o

e 105 >>>
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A60 series roughing end mill for aluminum alloy

O@E(K FRAMBEME R ERERE;
OJE: OKFI AL, WIRTIREFINE;
@E K 7ligit, FEYIEI N, fRE N ITRE;
ORI TIE MR, HRHERBIRE ;
@FE x;
O A ESHAE BEEFMHEET. Mk REEFEMT;

@ Substrate: A substrate that combines wear resistance and chipping resistance;

@ Geometry: @ Large rake angle design to ensure tool sharpness;
© Rear wave edge design reduces cutting force and improves machining efficiency;
©The front blade surface is polished to ensure smooth chip removal;

@ Coating:None;

@ Application:Suitable for roughing machining such as groove milling, side milling, and surface milling of copper alloys, aluminum alloys, and other materials;
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A60-S3 w
3T EL BN T I 557 P20-S2/R2 {1JJHIESEETFR

3-Flute, Square Endmill for High Performance Machining P20-S2/R2 Recommended Cutting Parameters

: T <ice iing

TR B - SR - HHEX T\f;ﬁlﬂ IEJN LA
(180-250HB) (25-35HRC) (35-48HRC)
Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels,Tool Steels Pre-Hardened Steels

= Q] T e[ s [ i
CES [\ ° Depth o) 2e<0.15D 26<0.15D 2e<0.12D

mm (r/mm) (mm/mm) (r/mm) (mm/mm) (r/mm) (mm/mm)
3 20060 900 14490 570 14490 510
TS 7]#& (D) 71 (Lc) 12 (d) £K(L) EfF 4 15040 860 10860 550 10860 480
Ordering Code Dia. Flute Length Shank Dia. Overall Length Stock 6 10020 760 7240 500 7240 450
8 7520 770 5430 540 5430 520
AGD-53-3-8-4-50 3 8 4 >0 o 10 6010 760 4340 510 4340 460
A60-53-4-10-4-50 4 10 4 50 Y
A60-53-5-12-6-50 5 12 6 50 ®
A60-53-6-15-6-50 6 15 6 50 ®
A60-53-6-18-6-75 6 18 6 75 Y
A60-53-6-24-6-100 6 24 6 100 () *Eiﬂ'; Slotting
A60-53-8-20-8-60 8 20 8 60 o e proyy - -
AG0-S3-8-24-8-75 8 24 8 75 . Carbon Steels,Alloy Steels,Cast Iron Stainless Steels,Tool Steels Pre-Hardened Steels
A60-S3-8-35-8-100 8 35 8 100 () P2 ap<0.3D ap<0.3D
Depth of cut (ml‘n)
A60-53-10-25-10-75 10 25 10 75 o =D —
A60-S3-10-30-10-75 10 30 10 75 ° ( an) 5’5(1/-() n) :&éﬁm%mr%(vf)
A60-53-10-40-10-100 10 40 10 100 ] 3 8910 e 6130 T B 0
Sl e 12 30 12 s hd 4 6680 450 4590 120 5010 250
A60-53-12-36-12-75 12 36 12 75 ® 6 4460 360 3060 160 3340 220
A60-53-12-45-12-100 12 45 12 100 o 8 3340 330 2290 160 2500 190
A60-53-14-40-14-100 14 40 14 100 ] 10 2670 300 1830 160 2000 180
A60-53-16-45-16-100 16 45 16 100 )
A60-53-18-45-18-100 18 45 18 100 ]
A60-53-20-45-20-100 20 45 20 100 °
A60-53-20-75-20-150 20 75 20 150 o

@ 1REEEStock O FEfiTAvailable Upon Order

/EE,§\
RAE e SN SR ENNAFRE,
A TTHISEHEEFRPEENTIEI R G EEE TR T, EE RN T & 4. B ERNAERR, WIEISH#HITIAE

A REFEFZ EIREDET, ITHRIIHIF o

INOTE|
1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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P20-S4/R4 tIHISRHEFR

P20-S4/R4 Recommended Cutting Parameters

1')]“%5'& Side Milling Q
THEME i - &EW - TFek REW- THWN TR 1L T
: ; (180-250HB) (25-35HRC) (35-48HRC)
Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels,Tool Steels Pre-Hardened Steels

YHIRE ap<1.5D ap<1.5D ap<1D
Depth of cut (mm) ae<x0.15D ae<0.15D 2e<0.12D
5MED ¥R (n) R REE (V) ¥3H(n) BHERIRFE (V) ¥R (n) BHEEIRE (V)
mm (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
3 20060 1790 14490 1150 14490 1020
4 15040 1730 10860 1110 10860 970
6 10020 1530 7240 990 7240 920
8 7520 1560 5430 1090 5430 1040
10 6010 1530 4340 1030 4340 940

EEI

A R AR RBE. BREAHFAFLR.

A LY SRR R RRVRE N TIE R BRI E, SERRIN T, IEZ B L&A BR. ERNAFER, SR AHITIRE,

A BEGNF BRI, B IEEETIEI& 4

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

s 100 >>>

1)'5;':2% Profilling

T MR Bt - SR - TR M- TEN FIBE 145
. ! (180-250HB) (25-35HRC) (35-48HRC)
Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless SteelsTool Steels Pre-Hardened Steels

P20-B2 1JHIS#IHEZFR

P20-B2 Recommended Cutting Parameters

HRE . ap<0.2D ap<0.15D

Depth of cut (mm) . ap<02D ae<0.15D
(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
4 13370 850 9190 510 10020 510
5 10690 850 7360 530 8020 530
6 8910 850 6130 530 6680 550
7 7640 850 5260 530 5730 530
8 6680 850 4590 530 5010 520
9 5940 850 4080 520 4460 510
10 5350 850 3670 530 4010 510

EEI

ABFRAIREFEASRINE. SHRERNNRMFE.

A LIS ERERE R RRVRE A TIHI R AR EEE, SERRI TR, I5Z B TR 4. B ERNAFER, MIHFHHTIAR,
A REBTEFF EIREDET, BRI F M

| NOTE |
1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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P21-S4 tJHISHIEFR

P21-S4 Recommended Cutting Parameters

J\IJ%?I': Side Milling

u.l/- A
TR Erfﬂ S - $Hk
180 250HB)
Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron

IR ap<15D
Depth of cut (mm) ae<0.15D

7f'

A - Iﬁfﬂ

Stalnless Steels Tool NEES

TEE L N
(35-48HRC)

Pre-Hardened Steels

ap<1D
ae<0.12D

V.
5MzD BiE(n) | BHARE(V) | BE(n) | WAEEV) | BE(n) | HEAEE(V)
(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
3 900 570 510

20060 14490 14490
4 15040 860 10860 550 10860 480
6 10020 760 7240 500 7240 450
8 7520 770 5430 540 5430 520
10 6010 760 4340 510 4340 460

EE

ABREgEEABNIME. SRENVKRNFE,

A WY SR R RV E N TIE R AR EE, SEFRIN TR, IBE B I &M B ERVAFRE R, S FEHTRE

A REENHF B IR, EAIEIE 5

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

e 1] >>>

P30-S2/R2 &

P30-S2/R2 Recommended Cutting Parameters

MUER sice witing

e

IHIRE

Depth of cut (mm)

4MED
(mm)

4
6
8
10
12

16
20

*E%ﬁ Slotting

TRt

Workpiece Materials

IHRE

Depth of cut (mm)

4MZD
(mm)

EE

HIEFR

Er”—%m SN Hek AN - THW FRE (. EN
(180-250HB) (25-35HRC) (35-48HRC)
Carbon Steels,Alloy Steels,Cast Iron Stainless Steels;Tool Steels Pre-Hardened Steels
ap<1.5D ap<1.5D ap<1D
2e<0.15D ae<(0.15D ae<(0.12D
=
r/mln (mm/mm |/m|n mm/mln r/mln mm/mln
20060 1120 14490 720 14490 640
15040 1080 10860 690 10860 600
10020 960 7240 610 7240 570
7520 970 5430 680 5430 650
6010 960 4340 640 4340 580
5010 900 3620 610 3620 520
3750 900 2710 510 2710 430
3010 900 2170 480 2170 380

BN - S - SR

Carbon Steels,Alloy Steels,Cast Iron

(180-250HB)

AN TEWN

(25-35HRC)

Stainless Steels,Tool Steels

FoURE A 5
(35-48HRC)

Pre-Hardened Steels

ap<0.8D ap<0.3D ap<0.3D

8910
6680
4460
3340
2670
2220
1660
1330

AFERABEFERSNIE. SBEENVIRNER,
A YIS EHEE R P EE AT & H R EEE PRI I, 15E BN T & 4. BN ERVIRER X, SUE KT
A REGSHFN R BIREHET, H IR LIHI &4,

| NOTE |

450
560
460
420
380
360
420
430

6130
4590
3060
2290
1830
1530
1150
920

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

140
160
210
210
210
190
170
160

6680
5010
3340
2500
2000
1660
1240
1000

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

’(SJEF%F;( f)

270
320
280
240
230
230
240
240
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TIANGONG CEMENTED CARBIDE

o XTERAS

foRIERAS

TIANGONG CEMENTED CARBIDE

P30-S4/R4 tIHISZRHEFR

P30-S4/R4 Recommended Cutting Parameters

S <ice miting

THEME BN - S5 - Hrek THEW- THMW FOUEEE 14 E
Workpi ial (180-250HB) (25-35HRC) (35-48HRC)
orkpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels,Tool Steels Pre-Hardened Steels

YIHIRE ap<1.5D ap<1.5D ap<1D
Depth of cut (mm) ae<0.15D ae<0.15D ae<0.12D
5MED BEE(n) | SHLAEE (V) WE(n) | ARV
(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
3 20060 2240 14490 1440 14490 1270
4 15040 2160 10860 1390 10860 1210
6 10020 1920 7240 1240 7240 1150
8 7520 1950 5430 1360 5430 1300
10 6010 1920 4340 1290 4340 1180
12 5010 1800 3620 1220 3620 1060
16 3750 1800 2710 1020 2710 870
20 3010 1800 2170 950 2170 780

EEI

A R AR RBE. BREAHFAFLR.

A LY SRR R RRVRE N TIE R BRI E, SERRIN T, IEZ B L&A BR. ERNAFER, SR AHITIRE,

A BEGNF BRI, B IEEETIEI& 4

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

e 113 >>>

P30-B2 tJJHISEIEFR

P30-B2 Recommended Cutting Parameters

175;[2% Profilling

. . S 20 ek RED- AN AL
; ) (180-250HB) (25-35HRC) (35-48HRC)
Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels;Tool Steels Pre-Hardened Steels

PIHR E ap<0.2D ap<0.2D ap<0.15D
Depth of cut (mm) ae<0.3D ap<02D ae<0.15D
2D EiE(n) | ARV BE(n) | EAEEV
(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
4 13370 1070 9190 640 10020 640
5 10690 1070 7360 660 8020 670
6 8910 1070 6130 670 6680 690
7 7640 1070 5260 660 5730 660
8 6680 1070 4590 660 5010 650
9 5940 1070 4080 650 4460 640
10 5350 1070 3670 660 4010 640
11 4860 1070 3340 670 3640 640
12 4460 1070 3060 670 3340 640

EEI

ABFRAIREFEASRINE. SHRERNNRMFE.

A LIS ERERE R RRVRE A TIHI R AR EEE, SERRI TR, I5Z B TR 4. B ERNAFER, MIHFHHTIAR,

A REGEHFEREEY, IFAETIHI &4

| NOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE

P30-B4 1JHISHIEER

P30-B4 Recommended Cutting Parameters

{BRZER Profiting

o A AL AR = EREM =
T HR1E R - &EW - ek B - TEW
: ! (180-250HB) (25-35HRC)
Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels,Tool Steels

HERE ap<0.2D ap<0.2D

Depth of cut (mm) ae<0.3D ap<0.2D

I BR(n) | BHARE(V | BE(n) | BHAREE(VA) | BR(n) | SHAEE(V)
Mill Dia.(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
4

FRE{L N
(35-48HRC)

Pre-Hardened Steels

ap<0.15D
ae<x0.15D

13370 2140 9190 1290 10020 1280
5 10690 2140 7360 1320 8020 1340
6 8910 2140 6130 1350 6680 1390
7 7640 2140 5260 1320 5730 1330
8 6680 2140 4590 1320 5010 1300
9 5940 2140 4080 1310 4460 1280
10 5350 2140 3670 1320 4010 1280
11 4860 2140 3340 1330 3640 1270
12 4460 2140 3060 1350 3340 1270

EEI

A R AR RBE. BREAHFAFLR.

A LY SRR R RRVRE N TIE R BRI E, SERRIN T, IEZ B L&A BR. ERNAFER, SR AHITIRE,

A REENHF B IR, EAIEIE 5

INOTE |
1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

E—— |15 >>>

1)']“%5'5 Side Milling

T

Workpiece Materials

TIHIRE
Depth of cut(mm)
Sz
Mill Dia.(mm)
3
4
6
8
10
12
16
20

*E%ﬁ Slotting

T
Workpiece Matt

IHRE
Depth of cut (mm)
I

Mill Dia.(mm)

=z
= |

I

ABREBEERASNIM.
A LIS ERERE R RRVRE A TIHI R AR EEE, SERRI TR, I5Z B TR 4. B ERNAFER, MIHFHHTIAR,
A REBTEFF EIREDET, BRI F M

| NOTE |
1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

L
=

BN - 225 - TFEX
(180-250HB)
Carbon Steels,Alloy Steels,Cast Iron

ap<1.5D
ae<0.15D
3R (n) LR E (V)
(r/min) (mm/min)
22290 2850
16710 2740
11150 2360
8350 2340
6680 2270
5570 2220
4170 2080
3340 2070

TR - B - BFER
(180-250HB)

Carbon Steels,Alloy Steels,Cast Iron

(r/min) (mm/min)

8910 1100
6680 1280
4460 1010
3340 890
2670 820
2220 790
1660 890
1330 910

ERINARM &,

P40-S4/R4 {JJHISEETZFER

P40-S4/R4 Recommended Cutting Parameters

REEE - THWN

(25-35HRC)
Stainless Steels,Tool Steels
ap<1.5D
ae<0.15D
3R (n) HEARE (V)

(r/min) (mm/min)
16710 2200
12530 1850
8350 1600
6260 1700
5010 1580
4170 1500
3130 1240
2500 1150

FEEW - THEMW

3.Please adiust the parameters when chatter or abnormal vibration occurs.

(25-35HRC)
Stainless Steels,Tool Steels

ap<0.3D

R (n) #LA R E (V)

(r/min) (mm/min)
6130 440
4590 440
3060 490
2290 470
1830 450
1530 450
1150 390
920 360

FOURE L5
(35-48HRC)

Pre-Hardened Steels

ap<1D

ae<0.12D

E%ii(n)

r/min)

16710
12530
8350
6260
5010
4170
3130
2500

LG ERE (V)
(mm/min)
1800
1650
1500
1620
1470
1300
1070

950

ok 1450
(35-48HRC)
Pre-Hardened Steels
ap<0.5D
PR LR (V)

(r/min) (mm/min)
6680 690
5010 760
3340 630
2500 520
2000 490
1660 500
1240 510
1000 520

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
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TIANGONG CEMENTED CARBIDE

TE'- RKIBESE

TIANGONG CEMENTED CARBIDE

P45-C4/R4 1JHISEIETFER

P45-C4/R4 Recommended Cutting Parameters

fEE sicc wiing Q

THME B - &3 - BREK REEM - TEM FREE1L N
arled ! (180-250HB) (25-35HRC) (35-48HRC)
orkpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels;Tool Steels Pre-Hardened Steels
IR E ap<1.5D ap<1.5D ap<1D
Depth of cut (mm) ae<0.15D ae<0.15D ae<0.12D
sMZ BR(n) | BHAREE(VA | BR(n) | BHARE(VA | BR(n) | #HARE(V
Mill Dia.(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
3 22290 2850 16710 2200 16710 1800
4 16710 2740 12530 1850 12530 1650
6 11150 2360 8350 1600 8350 1500
8 8350 2340 6260 1700 6260 1620
10 6680 2270 5010 1580 5010 1470
12 5570 2220 4170 1500 4170 1300
16 4170 2080 3130 1240 3130 1070
20 3340 2070 2500 1150 2500 950

EE

A BRI AN S ERNTRMRE,

A RIS EER P REENTIBIFHNEEE, SRIMIE, 5E BN IEE. BN ERNKRFRR, WIHIZFHHITRE
A BEGNF BRI, B IEEETIEI& 4

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

17 >>>

P45+-C5/R5 VIHIS#ETFER

P45+-C5/R5 Recommended Cutting Parameters

1}”\“%5'& Side Milling @
TRl B - S - X AEW - TEH TRBE 1150
o ; (180-250HB) (25-35HRC) (35-48HRC)
Workpiece Materials Carbon Steels,Alloy Steels,Cast Iron Stainless Steels,Tool Steels Pre-Hardened Steels

EIRE ap<1.5D ap<1.5D ap<1D
Depth of cut (mm) aex0.15D ae<0.15D ae<0.12D

GMF 35 (n) BHAERE (V) 3 (n) AR (VF) 3% (n) HLAREE (VF)
Mill Dia.(mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
3 22290 2850 16710 2200 16710 1800
4 16710 2740 12530 1850 12530 1650
6 11150 2360 8350 1600 8350 1500
8 8350 2340 6260 1700 6260 1620
10 6680 2270 5010 1580 5010 1470
12 5570 2220 4170 1500 4170 1300
16 4170 2080 3130 1240 3130 1070
20 3340 2070 2500 1150 2500 950

EEI

A BEROIEEERSNIMN. S EERTIRAN R,
A TIH| S EEERPIEE N TIEI R G EEE, SEARIN TR, IEE BT &4 BN ERTRER R, SIHISHHTIEE
A BN R BIREY, FARETIE & .
|NOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE

FoXIERAS FoXIEHRAS

TIANGONG CEMENTED CARBIDE

P50/H50-S2/SN2/SN4 tlHISEtEEFR P50/H50-S2/SN2/SN4 {]]HISEFER

P50/H50-SN2 Recommended Cutting Parameters P50/H50-SN2 Recommended Cutting Parameters

J\IJ%'I': Side Milling

N, S | AW, TEH | PHSHRE/SEER - EBEEN REEEN
W%Tﬂ;ﬁiils (180~250HB) | (25~35HRC) | (GaetRO | SILEEE | (45~55HRC) | (55~65HRC)
P arbon Steel, Alloy Steel|Alloy Steel, Tool Steel /Martensitic Steel pper, Lopp Y| Hardened Steel Hardened Steel

J\lﬁﬁ Side Milling

M, AEW | AW, TAH |PHSREE/DKEN N EEH EEN
Wiﬁﬂiils (180~250HB) | (25~35HRC) | Gotetd | WS | (45~55HRC) | (55~65HRC)
P Carbon steel, Alloy Steel|Alloy Steel, Tool Steel /Martensitic Steel pp pp Y| Hardened Steel Hardened Steel

Cutting depth ratio coef‘ﬁcnent

Cutting depth ratio coef'ﬁcuent
5MZD KN PIYIEERE | FOE(n) | BRI (V)| ¥ (n) | BHERERE (V)| #6E (n) | LR (VF) | #5R(n) | HLAEEE(VF) | 38R (n) | FHLLERE (V) | FE(n) | #LAEE (VF) 4 i
(mm) (mm) ap (r/min) [ (mm/min) (r/mln) (mm/min) | (r/min) | (mm/min) r/mln (mm/min) | (r/min) | (mm/min) r/mln (mm/mln)

susaEr ()| 552 (n) | 3 I s ()| k() | smE(v)
ap (r/mln) (mm/min) | (r/min) mm/mln) r/mln (mm/min) | (r/min) mm/mln) r/mln (mm/min) [ (r/min) | (mm/min)

1 0.014 574 36450 36450 517 34425 45000 637 30375 28350 218 6 0.036 25920 895 23328 22032 618 31104 19440 500 18144 373
0.2 2 0.005 = 378 = 29160 29160 340 27540 257 38880 454 24300 193 22680 155 0.9 8 0.023 25920 820 23328 738 22032 567 (31104 985 19440 462 18144 341
1 0.021 510 32400 32400 459 30600 322 43200 612 27000 240 25200 194 10 0.023 23040 581 20736 523 19584 335 27648 697 17280 295 16128 232
0.3 2 0.012 = 420 29160 29160 378 27540 290 38880 504 24300 217 22680 175 4 0.070 25920 1220 (23328 1098 (22032 969 31104 1465 20637 867 18144 689
S) 0.008 420 29160 29160 378 27540 290 38880 504 24300 217 22680 17 5 0.055 25920 1220 23328 1098 22032 925 31104 1465 20637 784 18144 617
2 0.028 = 635 25920 25920 572 24480 401 34560 762 21600 300 20160 241 6 0.040 23328 1008 20995 907 19829 813 27994 1210 18630 671 16330 419
0.4 3 0.016 523 23328 23328 471 22032 361 31104 627 19440 269 18144 217 1 7 0.040 23328 1008 20995 907 19829 753 27994 1210 18630 633 16330 419
’ 4 0.010 = 523 | 23328 23328 471 22032 361 31104 627 19440 269 18144 217 8 0.040 23328 1008 20995 907 19829 753 27994 1210 18630 560 16330 419
6 0.006 407 20736 20736 365 19584 234 27648 488 17280 207 16128 163 9 0.033 23328 1008 20995 907 19829 696 27994 1210 17496 519 16330 419
2 0.035 635 25920 25920 572 24480 482 34560 762 21600 300 20160 241 10 0.025 23328 1008 20995 907 19829 696 27994 1210 17496 519 16330 419
3 0.020 523 23328 23328 471 22032 397 31104 627 19440 269 18144 217 4 0.110 20160 1047 18144 943 17136 721 24192 1257 15120 583 14112 434
0.5 4 0.020 | 523 23328 23328 471 22032 361 31104 627 19440 269 18144 217 15 6 0.110 20160 1047 18144 943 17136 721 24192 1257 15120 561 14112 434
5 0.013 523 23328 23328 471 22032 361 31104 627 19440 269 18144 217 : 8 0.080 18144 862 16330 846 15422 649 21773 1034 13608 484 12701 374
6 0.013 407 20736 20736 365 19584 234 27648 488 17280 207 16128 163 10 0.060 18144 784 16330 776 15422 649 21773 1034 13608 484 12701 374
8 0.008 348 20736 20736 313 19584 222 27648 418 17280 175 16128 132 6 0.200 15120 1057 13608 943 12852 661 18144 1257 11340 493 10584 399
2 0.042 907 | 25920 25920 816 24480 572 34560 1089 21600 428 20160 345 8 0.140 15120 1057 13608 943 12852 661 18144 1257 11340 493 10584 399
3 0.035 746 23328 23328 671 22032 516 31104 896 19440 385 18144 311 10 0.140 15120 1057 13608 943 12852 661 18144 1257 11340 493 10584 399
0.6 4 0.024 = 746 = 23328 23328 671 22032 516 31104 896 19440 385 18144 311 12 0.100 13608 862 12247 776 11567 595 16330 1034 10206 444 | 9526 358
5 0.020 746 23328 23328 671 22032 516 31104 896 19440 385 18144 311 14 0.080 13608 862 12247 776 11567 595 16330 1034 10206 444 9526 326
6 0.015 746 23328 23328 671 22032 516 31104 896 19440 385 18144 311 16 0.080 13608 823 12247 776 11567 541 16330 941 10206 404 9526 326
8 0.015 581 20736 20736 523 19584 335 27648 697 17280 295 16128 232 2 18 0.050 13608 823 12247 776 11567 541 16330 941 10206 404 9526 326
2 0.070 = 907 = 25920 25920 816 24480 572 34560 1089 21600 428 20160 346 20 0.050 13608 784 12247 706 11567 541 16330 941 10206 404 | 9526 326
4 0.049 746 23328 23328 671 22032 516 31104 896 19440 385 18144 311 25 0.050 12096 609 10886 549 10282 352 14515 732 9072 311 8467 244
0.7 6 0.018 746 | 23328 23328 671 22032 516 31104 896 19440 385 18144 311 30 0.030 12096 609 10886 549 10282 352 14515 732 9072 311 8467 244
8 0.018 581 20736 20736 523 19584 335 27648 697 17280 295 16128 232 35 0.020 10584 437 9526 393 8996 254 12701 525 7938 205 7409 167
10 0.018 581 20736 20736 523 19584 335 27648 697 17280 295 16128 232 40 0.010 10584 437 9526 393 8996 254 12701 525 7938 205 7409 167
4 0.056 907 25920 25920 816 24480 702 34560 1089 21600 619 20160 380 50 0.005 9072 266 8165 239 7711 155 10886 320 6804 125 6350 101
6 0.032 = 746 23328 23328 671 22032 610 31104 896 21600 599 18144 341
0.8 8 0.020 746 23328 23328 671 22032 516 31104 896 19440 385 18144 311
10 0.020 581 20736 20736 523 19584 335 27648 697 17280 295 16128 232
,E,U\ 12 0.012 581 20736 20736 523 19584 335 27648 697 17280 295 16128 232 | I,_\ |
A BRI AN S ERNTRMRE, A FRAEERAENE. SEERNTRT R,
A RIS EEER P REERTIBIFHVEEE, SRR, B5E SN IEE. BN ERNKREFRR, WIRIZFEH#ITRE, A WTRISEHERPREERTRIFGNEEE, SRFRMIE, BEEMIEE. BN ERNKRFRR, WIRIZFEHITRE
A BEGNF BRI, B IEEETIEI& 4 A REGEHFEREEY, IFAETIHI &4
INOTE | INOTE |
1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine. 1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose. 2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adiust the parameters when chatter or abnormal vibration occurs. 3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE

P50/H50-SN2 1JJHIZ=

WHETF

x

P50/H50-SN2 Recommended Cutting Parameters

J\IJ%'I': Side Milling

BN, G

(180~250HB)

tNRRELL I 2 25

AEW, TAN

PN
Ttk e "
Ulan g (el e arbon Steel, Alloy Steel|Alloy Steel, Tool Steel

(25~35HRC)

(35~45HRC)
PH And Ferrite

/Martensitic Steel

Cutting depth ratio coefficient

2.5

3.0

4.0

ifﬁg

HEN

HIHIZE

ap
0.180
0.180
0.100
0.100
0.060
0.030
0.010
0.300
0.210
0.150
0.120
0.080
0.080
0.050
0.020
0.400
0.280
0.280
0.160
0.160
0.100
0.100
0.060
0.300
0.300
0.200
0.150
0.100
0.500
0.400
0.300
0.200

B

IR (n) | FHLARE(VF)
(r/min) [ (mm/min)
12960 1122
12960 1122
11664 966
11664 840
10368 653
9072 469
9072 469
11520 997
11520 997
10368 895
10368 820
10368 820
10368 746
9216 663
8064 417
8460 1692
8460 1692
7614 1523
7614 1372
7614 1372
6853 1234
6853 1234
5922 846
6761 1487
6084 1216
6084 1095
5476 986
5476 986
5564 1333
5058 1211
5058 998
4500 887

H&E(n
r/mln

11664
11664
10498
10498
9331
8165
8165
10368
10368
9331
9331
9331
9331
8294
7258
7614
7614
6853
6853
6853
6168
6168
5330
6085
5476
5476
4928
4928
5008
4552
4552
4050

ABRAIBEER SR SR ERNARN R,

A IETIHS

INOTE |

LEIRE (V)| 5% (n)
mm/mln (r/min)
1011 11016
1011 11016
869 9914
756 9914
588 8813
422 7711
422 7711
897 9792
897 9792
738 8813
738 8813
738 8813
671 8813
597 7834
375 6854
1372 7191
1372 7191
1234 6472
1110 6472
1110 6472
999 5825
999 5825
761 5034
1338 5747
1094 5171
985 5171
887 4654
887 4654
1200 4730
1091 4299
898 4299
798 3825

IIIII:EIIIIIIIIII!IHIIII

644
580
580
392
282
282
629
629
567
567
567
567
458
250
1222
1222
1100
990
990
891
891
592
946
851
766
690
690
932
848
762
621

PHS $XZR {4/ 5 KA

i, SHEE

Copper, Copper Alloy

HERRE (VF)| 5E(n
(mm/min)

BHRTRFE (VF) | #55E (n
(mm/min) r/mln

15552
15552
1s9017
13997
12442
10886
10886
13824
13824
12442
12442
12442
12442
11059
9677
10350
10350
9315
9315
9315
8223
8223
7106
8113
7301
7301
6571
6571
6676
6070
6070
5400

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

1347
1134
1008
1008
783
563
563
1198
1198
1030
896
896
896
796
500
2070
2070
1863
1677
1677
1481
1481
1015
1622
1459
1315
1184
1184
1466
1332
1199
981

ABE

(45~55HRC)
Hardened Steel

IIIIIIHH!IIIII

LR (VF)
(mm/min)

(r/min)

9720
9720
8748
8748
1776
6804
6804
9540
9540
8505
8505
8505
8505
6912
6048
6345
6345
5711
5711
5711
5140
5140
4442
5071
4563
4563
4107
4107
4173
3794
3794
3375

(n)

529
476
476
307
221
221
513
SIS)
462
462
462
462
342
196
812
812
731
731
731
658
658
398
635
572
516
464
464
689
626
563
464

P50/H50-RN4 1JJHI&

HHEFER

P50/H50-RN4 Recommended Cutting Parameters

J\lﬁﬁ Side Milling

WS, S5

tIRRELL I 2 25

RBEEN

(55~65HRC)

Hardened Steel
SHAEE (V)

r/mln (mm/mln)
9072 427
9072 388
8165 349
8165 349 0.02
7258 248
6350 178
6350 178
8064 380
8064 380
7258 341
7258 341
7258 341 0.05
7258 312 1
6451 276
5645 158
5922 655
5922 655
5330 590
5330 590
5330 590
4797 530

0.1
4797 530
4145 321
4732 514
4259 462
4259 416
3833 374
3833 374
3894 506
3541 460
3541 413
3150 341
éEEE

HUEERPEVENTIEIFR R EE(E, SRR LR, BE BN T4 BB ERNKRFER, W F
A REFEHZ EIREDET, TR

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

e 2] >>>

Cutting depth ratio coefficient

apz

0.016 35541
0.013 32400
0.010 26244
0.008 23328
0.006 20412
0.005 18144
0.046 35541
0.035 35541
0.027 32400
0.021 28662
0.017 26244
0.016 23328
0.011 20412
0.010 18144
0.006 18144
0.004 13608
0.065 35541
0.050 35541
0.038 32400
0.030 28662
0.024 26244
0.024 23328
0.015 20412
0.015 18144
0.009 18144
0.006 13608

A&, TRHN

W A
XN, & ax
w%ﬁiﬁiﬁtls (180~250HB) | (25~35HRC)
P Carbon steel, Alloy Steel|Alloy Steel, Tool Steel

BHAREE (VF) | 353 (n) | #H4REREE (VF) | 73 (n

PHES$RZR{A/S KA
(35~45HRC)

PH And Ferrite
/Martensitic Steel

SRR (V) | 383 (n) | stsnir( Vf)
(mm/min) (r/mln)

(mm/min)

2132
1941
1415
1257
1101
869
2132
2132
1941
1719
1415
1257
1101
869
761
571
2132
2132
1941
1719
1415
1257
1101
869
761
571

(r/min)

32101
29160
26369
23620
20995
18371
32101
32101
29160
26369
23620
20995
18371
16330
16330
12247
32101
32101
29160
26369
23620
20995
18371
16330
16330
12247

AFRAIEFERASRINE. SHRERNRM R,

TIRE A EERIZ

A REFEHFF EIREDET, T HELIHI M

[NOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

1926
1747
1581
1274
1132
990
1926
1926
1747
1581
1274
1132
990
783
685
514
1926
1926
1747
1581
1274
1132
990
783
685
514

30095
27540
22307
19829
17350
15422
30095
30095
27540
24936
22307
19829
17350
15422
15422
11567
30095
30095
27540
24936
22307
19829
17350
15422
15422
11567

(mm/min)

1625
1485
1202
1069
935
647
1625
1625
1485
1346
1202
1069
935

600
450
1625
1625
1485
1346
1202
1069
935

600
450

(r/min)

42993
38880
31493
27994
24494
21773
42993
42993
38880
35827
31493
27994
24494
21773
21773
16330
42993
42993
38880
35827
31493
27994
24494
21773
21773
16330

i, SHEE

Copper, Copper Alloy

(mm/min)

2579
2329
1698
1509
1320
1043
2579
2579
2329
2149
1698
1509
1320
1043
913
685
2579
2579
2329
2149
1698
1509
1320
1043
913
685

EEEEN
(45~55HRC)
Hardened Steel

(n)
(r/min)
26655
24300
19683
17496
15309
13608
26655
26655
24300
22070
19683
17496
15309
13608
13608
10206
26655
26655
24300
22070
19683
17496
15309
13608
13608
10206

EREEN
(55~65HRC)
Hardened Steel

HHARE (VF)| #5&E(n)

(mm/min)

1279
1165
943
839
734
571
1279
1279
1165
1059

1279
1279
1165
1059

(r/min)

24936
22680
18371
16330
14288
12701
24936
24936
22680
20636
18371
16330
14288
12701
12701
9526
24936
24936
22680
20636
18371
16330
14288
12701
12701
9526

B R PRVEE AT R RVEEE, SERRIN TR, IEE B TR 4. B ERNASFER, SHIH) S

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

LA TRE (VF)
mm/mln

1047
951
770
685
599
456

1047

1047
951
867
770
685
51
456
381
285

1047

1047
951
867
770
685
51
456
381
285

TR
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TIANGONG CEMENTED CARBIDE

P50/H50-RN4 1JJHIZ

P50/H50-RN4 Recommended Cutting Parameters

J\IJ%'I': Side Milling

0,

IR ELL I 2 25

Cutting depth ratio coefficient

1z
(mm) (mm

0.2

0.3

0.1

1.25 9.2

0.3

ERI

;ﬂtN EIH B
(mm)| ap

0.110
0.090
0.070
0.050
0.040
0.040
0.025
0.025
0.015
0.010
0.110
0.090
0.070
0.050
0.040
0.040
0.025
0.025
0.015
0.010
0.030
0.015
0.010
0.006
0.050
0.025
0.016
0.010
0.050
0.025
0.016
0.010

Bk,

$§i£(n) LR (VF)
(r/min) [ (mm/min)
35541 2132
35541 2132
32400 1941
28662 1719
26244 1415
23328 1257
20412 1101
18144 869
18144 761
13608 571
35541 2132
35541 2132
32400 1941
28662 1719
26244 1415
23328 1257
20412 1101
18144 869
18144 761
13608 571
28662 1719
23328 1257
18144 761
13608 571
28662 1719
23328 1257
18144 761
13608 571
28662 1719
23328 1257
18144 761
13608/ 571

SEW
(180~250HB)
ICarbon steel, Alloy Steel[Alloy Steel, Tool Steel

(r/min)

AW, TEWN
(25~35HRC)

32101
32101
29160
26369
23620
20995
18371
16330
16330
12247
32101
32101
29160
26369
23620
20995
18371
16330
16330
12247
26369
18371
16330
12247
26369
18371
16330
12247
26369
18371
16330
12247

A ERE BB B REAHAA-R L,

A WTRISEEE RPRENTIEIZ

A RETEHHF B RTINS, BB IIHIF .

INOTE |

1926
1926
1747
1581
1274
1132
990
783
685
514
1926
1926
1747
1581
1274
1132
990
783
685
514
1581
990
685
514
1581
990
685
514
1581
990
685
514

T

=~

PHS#&R&/5 KEN
(35~45HRC)

PH And Ferrite
/Martensitic Steel

QR (VF) | FE (n) | 2t
(mm/min)

(r/min)

30095
30095
27540
24936
22307
19829
17350
15422
15422
11567
30095
30095
27540
24936
22307
19829
17350
15422
15422
11567
24936
17350
15422
11567
24936
17350
15422
11567
24936
17350
15422
11567

1625
1625
1485
1346
1202
1069
985)
647
600
450
1625
1625
1485
1346
1202
1069
O85)
647
600
450
1346
935
600
450
1346
935
600
450
1346
935
600
450

R, AEE

Copper, Copper Alloy

LRIREE (VF) | #%3%(n)
(mm/min) | (r/min)

42993
42993
38880
35827
31493
27994
24494
21773
21773
16330
42993
42993
38880
35827
31493
27994
24494
21773
21773
16330
35827
24494
21773
16330
35827
24494
21773
16330
35827
24494
21773
16330

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2579
2579
2329
2149
1698
1509
1320
1043
913
685
2579
2579
2329
2149
1698
1509
1320
1043
913
685
2149
1320
913
685
2149
1320
913
685
2149
1320
913
685

AREEN

(45~55HRC)

Hardened Steel

QR (VF) | FE (n) | 34
(mm/min)

(r/min)

26655
26655
24300
22070
19683
17496
15309
13608
13608
10206
26655
26655
24300
22070
19683
17496
15309
13608
13608
10206
22070
15309
13608
10206
22070
15309
13608
10206
22070
15309
13608
10206

IIIIII::IIIIIIIIIIIIHIIIIIIIIIIHH%IIIII

1279
1279
1165
1059
943
839
734
571
489
367
1279
1279
1165
1059
943
839
734
571
489
367
1059
734
489
367
1059
734
489
367
1059
734
489
367

4R (VF)

(mm/min)

EBEEN
(55~65HRC)
Hardened Steel

¥%3i®(n)
(r/min)

24936
24936
22680
20636
18371
16330
14288
12701
12701
9526
24936
24936
22680
20636
18371
16330
14288
12701
12701
9526
20636
14288
12701
9526
20636
14288
12701
9526
20636
14288
12701
9526

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

EE— 103 >>>

&R E (VF)
m/mln)
1047
1047
951
867
770
685
599
456
381
285
1047
1047
951
867
770
685
599
456
381
285
867
599
381
285
867
599
381
285
867
599
381
285

< BYEVE(E. SRR TRY, BE BRI T& M4 B ERANKERZR, WHHIFEHITREE,

P50/H50-RN4 1JJHI&

P50/H50-RN4 Recommended Cutting Parameters

1)']“%5'5 Side Milling

T 44

Workpiece Materials

LHIRE LI 2 2K

Cutting depth ratio coefficient

Y421 SN |HIHIEERE | ¥65E(n)

mm)

0.1

0.2

1.5

0.3

0.5

1.75 0.1

ERI

(mm)

4
6
8

12

15

20
4
6
8

12

15

20
4
6
8

12

15

20
4
6
8

12

15

20
5

10

15

20

B, A2
(180~250HB)
1
ap (r/min) | (mm/min)
0.042 24930 1614
0.040 23885 1543
0.036 22680 1467
0.036 18144 1174
0.023 14112 812
0.018 14112 734
0.070 24930 1614
0.065 23885 1543
0.060 22680 1467
0.060 18144 1174
0.038 14112 812
0.030 14112 734
0.070 24930 1614
0.065 23885 1543
0.060 22680 1467
0.060 18144 1174
0.038 14112 812
0.030 14112 734
0.085 24930 1614
0.080 23885 1543
0.070 22680 1467
0.065 18144 1174
0.045 14112 812
0.035 14112 734
0.040 23885 1543
0.036 18144 1174
0.023 14112 812
0.018 14112 734

E&MW, TEN
(25~35HRC)

LR E (VF) | ¥53E (n)

(r/min)

22453
21401
20412
16330
12701
12701
22453
21401
20412
16330
12701
12701
22453
21401
20412
16330
12701
12701
22453
21401
20412
16330
12701
12701
21401
16330
12701
12701

AFRAIEERASRINE. SRERNNRMF&E,
P RPIVRENTIBIR R EE(E, SRR LR, BE BN T4, B0 ERNARFER, WIHIF 4#HTER,
A ZEFEHIF EAREDET, IBHELIHI R

A IETEIZ

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

BHRTREE (VF) | #55E (n
(mm/min) r/mln)

1453
1382
1320
1057
731
660
1453
1382
1320
1057
731
660
1453
1382
1320
1057
731
660
1453
1382
1320
1057
731
660
1382
1057
731
660

HHEFER

PHS AR/ K4

(35~45HRC)
PH And Ferrite

/Martensitic Steel

20957
20255
19278
15422
11995
11995
20957
20255
19278
15422
11995
11995
20957
20255
19278
15422
11995
11995
20957
20255
19278
15422
11995
11995
20255
15422
11995
11995

i, SHEE

Copper, Copper Alloy

IIIIIIIIIIIIIIIIII:EIIIIIIIIIII:IIIIIIIIIIIIIIIIIIIIIIIiH%iIIII

EEEEN
(45~55HRC)
Hardened Steel

BHAREE (VF) | 353 (n) | #H4REREE (VF) | 73 (n

(mm/min)

1240
1199
1141
913
604
552
1240
1199
1141
913
604
552
1240
1199
1141
913
604
552
1240
1199
1141
913
604
552
1199
913
604
552

(r/min)

29938
28662
27216
21773
16934
16934
29938
28662
27216
21773
16934
16934
29938
28662
27216
21773
16934
16934
29938
28662
27216
21773
16934
16934
28662
21773
16934
16934

(mm/min)

1938
1851
1760
1409
974
880
1938
1851
1760
1409
974
880
1938
1851
1760
1409
974
880
1938
1851
1760
1409
974
880
1851
1409
974
880

r/mln)

18711
17961
17010
13608
10584
10584
18711
17961
17010
13608
10584
10584
18711
17961
17010
13608
10584
10584
18711
17961
17010
13608
10584
10584
17961
13608
10584
10584

EREEN
(55~65HRC)
Hardened Steel

HHARE (VF)| #5&E(n)

(mm/min)

968
930
881
705
533
486
968
930
881
705
533
486
968
930
881
705
533
486
968
930
881
705
533
486
930
705
533
486

(r/min)

17364
16624
15876
12701
9878
9878
17364
16624
15876
12701
9878
9878
17364
16624
15876
12701
9878
9878
17364
16624
15876
12701
9878
9878
16624
12701
9878
9878

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

AR E (V)
(mm/mln)
795
761
726
581
426
385
795
761
726
581
426
385
795
761
726
581
426
385
795
761
726
581
426
385
761
581
426
385

<<< 124 e—
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TIANGONG CEMENTED CARBIDE

P50/H50-RN4 1JJHIZ

WEFER

P50/H50-RN4 Recommended Cutting Parameters

J\IJ%'I': Side Milling

0,

LIEIRE LI 2 20

Cutting depth ratio coefficient

1z .
(mm) (mm)

0.2

1.75

0.3

0.1

0.2

0.3

ERI

IJH‘kN U
mm

10
15
20
5
10
15
20
4
6
8
12
16
20
25
30
4
6
8
12
16
20
25
30
4
6
8
12
16
20
25
30

0.065
0.060
0.038
0.030
0.065
0.060
0.038
0.030
0.080
0.070
0.055
0.030
0.030
0.025
0.015
0.010
0.100
0.080
0.070
0.040
0.040
0.035
0.025
0.017
0.130
0.110
0.090
0.060
0.060
0.037
0.030
0.021

Bk,

AW

(180~250HB)

$§i£(n) LR (VF)
(r/min) [ (mm/min)
23885 1543
18144 1174
14112 812
14112 734
23885 1543
18144 1174
14112 812
14112 734
21783 2448
20790 2336
18900 2123
15309 1548
13608 1375
11907 1203
11907 1203
11312 1144
21783 2448
20790 2336
18900 2123
15309 1548
13608 1375
11907 1203
11907 1203
11312 1144
21783 2448
20790 2336
18900 2123
15309 1548
13608 1375
11907 1203
11907 1203
11312 1144

A%, TAEW
(25~35HRC)
ICarbon steel, Alloy Steel[Alloy Steel, Tool Steel

(r/min)

21401
16330
12701
12701
21401
16330
12701
12701
19634
18711
17010
13778
12247
10716
10716
10181
19634
18711
17010
13778
12247
10716
10716
10181
19634
18711
17010
13778
12247
10716
10716
10181

A ERE BB B REAHAA-R L,

A WTRISEEE RPRENTIEIZ

A RETEHHF B RTINS, BB IIHIF .

INOTE |

1382
1057
731
660
1382
1057
731
660
2207
2102
1911
1393
1238
1084
1084
1029
2207
2102
1911
1393
1238
1084
1084
1029
2207
2102
1911
1393
1238
1084
1084
1029

PHS#&R&/5 KEN
(35~45HRC)

PH And Ferrite
/Martensitic Steel

(r/min)

20255
15422
11995
11995
20255
15422
11995
11995
18487
17672
16065
13013
11567
10121
10121
9615
18487
17672
16065
13013
11567
10121
10121
9615
18487
17672
16065
13013
11567
10121
10121
9615

BHATREE (VF) | %53 (n) | BHAREE(VS)

(mm/min) (mm/min)

1199
913
604
552

1199
913
604
552

2077

1985

1805

1316

1169

1023

1023
972

2077

1985

1805

1316

1169

1023

1023
972

2077

1985

1805

1316

1169

1023

1023
972

R, AEE

Copper, Copper Alloy

(r/min)
28662
21773
16934
16934
28662
21773
16934
16934
25796
24948
22680
18371
16330
14288
14288
13574
25796
24948
22680
18371
16330
14288
14288
13574
25796
24948
22680
18371
16330
14288
14288
13574

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

1851
1409
974
880
1851
1409
974
880
2899
2803
2547
1857
1651
1445
1445
1373
2899
2803
2547
1857
1651
1445
1445
1373
2899
2803
2547
1857
1651
1445
1445
1373

EREEN
(45~55HRC)
Hardened Steel

(r/min)

17961
13608
10584
10584
17961
13608
10584
10584
16337
15593
14175
11482
10206
8931
8931
8483
16337
15593
14175
11482
10206
8931
8931
8483
16337
15593
14175
11482
10206
8931
8931
8483

IIIIII::IIIIIIIIIIIIHIIIIIIIIIIHH%IIIII

QR (VF) | B3R (n) | BEEE(VS)
(mm/min)

(mm/min)

705
588)
486
930
705
588)
486
1467
1401
1274
1031
917
721
721
685
1467
1401
1274
1031
917
721
721
685
1467
1401
1274
1031
917
721
721
685

EBEEN
(55~65HRC)
Hardened Steel

r/mln /mln)

16624
12701
9878
9878
16624
12701
9878
9878
15334
14553
13230
10716
9526
8335
8335
7918
15334
14553
13230
10716
9526
8335
8335
7918
15334
14553
13230
10716
9526
8335
8335
7918

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

|05 >>>

761
581
426
385
761
581
426
385
1205
1144
1040
842
749
588
588
559
1205
1144
1040
842
749
588
588
559
1205
1144
1040
842
749
588
588

< BYEVE(E. SRR TRY, BE BRI T& M4 B ERANKERZR, WHHIFEHITREE,

P50/H50-RN4 1JJHI&

P50/H50-RN4 Recommended Cutting Parameters

1)']“%5'5 Side Milling

T 44

Workpiece Materials

/*F bz 2k

h ratio coefficient

0.5
2
0.8
0.1
0.2
2.5
0.3
0.5
EEI

(mm)

6
8
12
16
20
25
30
6
8
12
16
20
25
30
10
20
30
10
20
30
10
20
30
10
20
30

B, A2 W
(180~250HB)

1

3WKN [HIHIZERE | ¥23E(n)

ap (r/min) | (mm/min)
0.170 20790 2336
0.140 18900 2123
0.080 15309 1548
0.080 13608 1375
0.050 11907 1203
0.050 11907 1203
0.030 11312 1144
0.220 20790, 2336
0.200 18900 2123
0.130 15309 1548
0.100 13608 1375
0.060 11907 1203
0.057 11907 1203
0.045 11312 1144
0.050 15309 1548
0.030 11907 1203
0.015 11312 1144
0.070 15309 1548
0.040 11907 1203
0.025 11312 1144
0.090 15309 1548
0.060 11907 1203
0.030 11312 1144
0.120 15309 1548
0.080 11907 1203
0.050 11312 1144

E&MW, TEN
(25~35HRC)

LR E (VF) | ¥53E (n)

(r/min)

18711
17010
13778
12247
10716
10716
10181
18711
17010
13778
12247
10716
10716
10181
13778
10716
10181
13778
10716
10181
13778
10716
10181
13778
10716
10181

AFRAIEERASRINE. SRERNNRMF&E,
P RPIVRENTIBIR R EE(E, SRR LR, BE BN T4, B0 ERNARFER, WIHIF 4#HTER,
A ZEFEHIF EAREDET, IBHELIHI R

A IETEIZ

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

BHRTREE (VF) | #55E (n
(mm/min) r/mln)

2102
1911
808
1238
1084
1084
1029
2102
1911
1393
1238
1084
1084
1029
808
1084
1029
1393
1084
1029
e
1084
1029
1393
1084
1029

HHEFER

PHS AR/ K4

(35~45HRC)
PH And Ferrite

/Martensitic Steel

17672
16065
13013
11567
10121
10121
9615
17672
16065
13013
11567
10121
10121
9615
13013
10121
9615
13013
10121
9615
13013
10121
9615
13013
10121
9615

i, SHEE

Copper, Copper Alloy

IIIIIIIIIIIIIIIIII:EIIIIIIIIIII:IIIIIIIIIIIIIIIIIIIIIIIiH%iIIII

EEEEN
(45~55HRC)
Hardened Steel

BHAREE (VF) | 353 (n) | #H4REREE (VF) | 73 (n

(mm/min)

1985
1805
1316
1169
1023
1023
972
1985
1805
1316
1169
1023
1023
972
1316
1023
972
1316
1023
972
1316
1023
972
1316
1023
972

(r/min)

24948
22680
18371
16330
14288
14288
13574
24948
22680
18371
16330
14288
14288
13574
18371
14288
13574
18371
14288
13574
18371
14288
13574
18371
14288
13574

(mm/min)

2803
2547
1857
1651
1445
1445
1373
2803
2547
1857
1651
1445
1445
1373
2064
1605
1373
2064
1605
1373
2064
1605
1373
2064
1605
1373

r/mln)

15593
14175
11482
10206
8931
8931
8483
15593
14175
11482
10206
8931
8931
8483
11482
8931
8483
11482
8931
8483
11482
8931
8483
11482
8931
8483

EREEN
(55~65HRC)
Hardened Steel

HHARE (VF)| #5&E(n)

(mm/min)

1401
1274
1031
917
721
721
685
1401
1274
1031
917
721
721
685
1031
721
685
1031
721
685
1031
721
685
1031
721
685

(r/min)

14553
13230
10716
9526
8335
8335
7918
14553
13230
10716
9526
8335
8335
7918
10716
8335
7918
10716
8335
7918
10716
8335
7918
10716
8335
7918

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

AR E (V)
(mm/mln)
1144
1040
842
749
588
588
559
1144
1040
842
749
588
588
559
842
588
559
842
588
559
842
588
559
842

559

<<< 126 mEE—
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TIANGONG CEMENTED CARBIDE

P50/H50-RN4 1JJHIZ

WEFER

P50/H50-RN4 Recommended Cutting Parameters

J\IJ%'I': Side Milling

0,

tNRIRELL G 2 25

Cutting depth ratio coefficient

5MED

0.1

0.2

0.3

0.5

ERI

6
8

0.080
0.070
0.050
0.035
0.035
0.035
0.027
0.020
0.100
0.090
0.070
0.050
0.050
0.050
0.040
0.035
0.145
0.130
0.100
0.075
0.075
0.075
0.060
0.050
0.180
0.130
0.100
0.100
0.100
0.080
0.065

i, &2
(180~250HB)

ICarbon steel, Alloy Steel[Alloy Steel, Tool Steel

IIIIIIIIIIIIIIIIIIIIEIIIIIIIIIII::IIIIIIIIIIIIIIIIIIIIIII!H%!IIII

H2q FKN (IHIZERE | FE(n)
(mm) | ap [ (r/min)

(mm) (mm)

14400
14400
14400
14400
12898
11664
9072

9072

14400
14400
14400
14400
12898
11664
9072

9072

14400
14400
14400
14400
12898
11664
9072

9072

14400
14400
14400
12898
11664
9072

9072

LR (VF)
(mm/min)
2021
2021
2021
2021
1811
1638
1143
1143
2021
2021
2021
2021
1811
1638
1143
1143
2021
2021
2021
2021
1811
1638
1143
1143
2021
2021
2021
1811
1638
1143
1143

AW, TEWN
(25~35HRC)

& (n
r/mln

12960
12960
12960
12960
11464
10498
8165

8165

12960
12960
12960
12960
11464
10498
8165

8165

12960
12960
12960
12960
11464
10498
8165

8165

12960
12960
12960
11464
10498
8165

8165

A ERE BB B REAHAA-R L,

A WTRISEEE RPRENTIEIZ

A RETEHHF B RTINS, BB IIHIF .

INOTE |

BHAREE (V)
(mm/min)
1820
1820
1820
1820
1609
1474
1029
1029
1820
1820
1820
1820
1609
1474
1029
1029
1820
1820
1820
1820
1609
1474
1029
1029
1820
1820
1820
1609
1474
1029
1029

PHS#&R&/5 KEN
(35~45HRC)

PH And Ferrite
/Martensitic Steel

& (n)
(r/min)

12240
12240
12240
12240
10987
9914
7711
7711
12240
12240
12240
12240
10987
9914
7711
7711
12240
12240
12240
12240
10987
9914
7711
7711
12240
12240
12240
12240
9914
7711
7711

L RE (VF)
(mm/min)
1718
1718
1718
1718
1543
1392
971
971
1718
1718
1718
1718
1543
1392
971
971
1718
1718
1718
1718
1543
1392
971
971
1718
1718
1718
1718
1392
971
971

R, AEE

Copper, Copper Alloy

¥#E(n
r/mln

17280
17280
17280
17280
15287
13997
10886
10886
17280
17280
17280
17280
15287
13997
10886
10886
17280
17280
17280
17280
15287
13997
10886
10886
17280
17280
17280
15287
13997
10886
10886

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

BHATREE (V)
(mm/min)
2426
2426
2426
2426
2146
1966
1372
1372
2426
2426
2426
2426
2146
1966
1372
1372
2426
2426
2426
2426
2146
1966
1372
1372
2426
2426
2426
2146
1966
1372
1372

EREEN
(45~55HRC)
Hardened Steel

& (n)
(r/min)

10800
10800
10800
10800
9554
8748
6804
6804
10800
10800
10800
10800
9554
8748
6804
6804
10800
10800
10800
10800
9554
8748
6804
6804
10800
10800
10800
9554
8748
6804
6804

LR (VF)
(mm/min)
1213
1213
1213
1213
1074
983
694
694
1213
1213
1213
1213
1074
983
694
694
1213
1213
1213
1213
1074
983
694
694
1213
1213
1213
1074
983
694
694

EBEEN
(55~65HRC)
Hardened Steel

r/mln /mln)

10080
10080
10080
10080
9076
8165
6350
6350
10080
10080
10080
10080
9076
8165
6350
6350
10080
10080
10080
10080
9076
8165
6350
6350
10080
10080
10080
9076
8165
6350
6350

M BYEDE(E. SRR TRY, EE RN L&A B ERNKERZE, WHIHIF

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

] 0 7>>>

991
991
991
991
893
803
559
559
991
991
991
991
893
803
559
559
991
991
991
991
893
803
559
559
991
991
991
893
803
559
559

TR,

P50/H50-RN4 1JJHI&

1)']“%5'5 Side Milling

T 44

Workpiece Materials

e I T T I

5MZD F120 RN
(mm) mm) | (mm)

3 1
0.1
4
0.2
0.3
ERI

8
12
16
18
20
30
35

8
12
16
20
30
35
45

8
12
16
20
30
35
45

8
12
16
20
30
35
45

WS, S5
(180~250HB)

YIKIEEEE | FOE(n

ap (r/mln)
0.200 14400
0.150 14400
0.120 14400
0.110 12898
0.110 11664
0.090 9072
0.075 9072
0.080 12420
0.065 12420
0.060 10301
0.055 10301
0.045 8239
0.040 8239
0.030 6592
0.160 12420
0.140 12420
0.130 10301
0.110 10301
0.100 8239
0.080 8239
0.060 6592
0.240 12420
0.220 12420
0.200 10301
0.180 10301
0.160 8239
0.140 8239
0.120 6592

HHEFER

P50/H50-RN4 Recommended Cutting Parameters

E&MW, TEN
(25~35HRC)

PHS AR/ K4

(35~45HRC)
PH And Ferrite

/Martensitic Steel

BHAREE (VF) | %3 (n) | #H4REREE (VF) | #3E(n

(mm/min)

2021
2021
2021
1811
1638
1143
1143
2160
2160
1791
1791
1290
1290
825
2160
2160
1791
1791
1290
1290
825
2160
2160
1791
1791
1290
1290
825

(r/min)

12960
12960
12960
11464
10498
8165
8165
11178
11178
9064
9064
7415
7415
5933
11178
11178
9064
9064
7415
7415
5B
11178
11178
9064
9064
7415
7415
5933

AFRAIEERASRINE. SRERNNRMF&E,
P RPIVRENTIBIR R EE(E, SRR LR, BE BN T4, B0 ERNARFER, WIHIF 4#HTER,
A ZEFEHIF EAREDET, IBHELIHI R

A IETEIZ

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

(mm/min)

1820
1820
1820
1609
1474
1029
1029
1944
1944
1576
1576
1161
1161
743

1944
1944
1576
1576
1161
1161
743

1944
1944
1576
1576
1161
1161
743

(r/mln)

12240
12240
12240
12240
9914
7711
7711
10557
10557
8652
8652
7003
7003
5603
10557
10557
8652
8652
7003
7003
5603
10557
10557
8652
8652
7003
7003
5603

i, SHEE

Copper, Copper Alloy

EEEEN
(45~55HRC)
Hardened Steel

BHAREE (VF) | 353 (n) | #H4REREE (VF) | 73 (n

(mm/min)

1718
1718
1718
1718
1392
971
971
1836
1836
1504
1504
1096
1096
702
1836
1836
1504
1504
1096
1096
702
1836
1836
1504
1504
1096
1096
702

(r/min)

17280
17280
17280
15287
13997
10886
10886
14904
14904
12360
12360
9887
9887
7910
14904
14904
12360
12360
9887
9887
7910
14904
14904
12360
12360
9887
9887
7910

(mm/min)

2426
2426
2426
2146
1966
1372
1372
2592
2592
2149
2149
1547
1547
990
2592
2592
2149
2149
1547
1547
990
2592
2592
2149
2149
1547
1547
990

r/mln)

10800
10800
10800
9554
8748
6804
6804
9315
9315
7416
7416
6179
6179
4945
9315
9315
7416
7416
6179
6179
4945
9315
9315
7416
7416
6179
6179
4945

EREEN
(55~65HRC)
Hardened Steel

HHARE (VF)| #5&E(n)

(mm/min)

1213
1213
1213
1074
983
694
694
1296
1296
1031
1031
774
74
499
1296
1296
1031
1031
74
774
499
1296
1296
1031
1031
774
74
499

(r/min)

10080
10080
10080
9076
8165
6350
6350
8694
8694
7004
7004
5767
5767
4614
8694
8694
7004
7004
5767
5767
4614
8694
8694
7004
7004
5767
5767
4614

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

AR E (V)
(mm/mln)
991
991
991
893
803
559
559
1058
1058
852
852
632
632
401
1058
1058
852
852
632
632
401
1058
1058
852
852
632

401
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P50/H50-RN4 1JJHIZ

T

=

P50/H50-RN4 Recommended Cutting Parameters

J\IJ%'I': Side Milling

0,

tNRIRELL G 2 25

Cutting depth ratio coefficient

5MED

(mm)

ERI

0.5

0.1

0.2

0.3

0.5

0.1

0.2

0.350
0.250
0.200
0.150
0.100
0.050
0.400
0.290
0.230
0.170
0.120
0.060
0.080
0.060
0.160
0.130
0.240
0.200
0.350
0.135
0.400
0.150
0.080
0.065
0.060
0.050
0.040
0.160
0.140
0.130
0.110
0.080

Bk,

H2q FKN (IHIZERE | FE(n)
(mm) | ap [ (r/min)

(mm)

12420
10301
10301
8239
8239
6592
12420
10301
10301
8239
8239
6592
9885
8901
9885
8901
9885
8901
9885
8901
9885
8901
8239
8239
8239
7411
5765
8239
8239
8239
7411
5765

AW

(180~250HB)
ICarbon steel, Alloy Steel[Alloy Steel, Tool Steel

LR (VF)
(mm/min)

2160
1791
1791
1290
1290
825
2160
1791
1791
1290
1290
825
2149
1733
2149
1733
2149
1733
2149
1733
2149
1733
2149
2149
2149
1740
1354
2149
2149
2149
1740
1354

AW, TEWN
(25~35HRC)

& (n
r/mln

11178
9064
9064
7415
7415
5933

11178
9064
9064
7415
7415
5933
8896
8011
8896
8011
8896
8011
8896
8011
8896
8011
7415
7415
7415
6670
5189
7415
7415
7415
6670
5189

A ERE BB B REAHAA-R L,

A WTRISEEE RPRENTIEIZ

A RETEHHF B RTINS, BB IIHIF .
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

BHAREE (V)
(mm/min)

1944
1576
1576
1161
1161
743
1944
1576
1576
1161
1161
743
1934
1561
1934
1561
1934
1561
1934
1561
1934
1561
1934
1934
1934
1566
1219
1934
1934
1934
1566
1219

PHS#&R&/5 KEN
(35~45HRC)

PH And Ferrite
/Martensitic Steel

& (n)
(r/min)

10557
8652
8652
7003
7003
5603

10557
8652
8652
7003
7003
5603
8402
7566
8402
7566
8402
7566
8402
7566
8402
7566
7003
7003
7003
6299
4901
7003
7003
7003
6299
4901

R, AEE

Copper, Copper Alloy

AR ( Vf)
(mm/min) r/mln
1836 14904
1504 12360
1504 12360
1096 9887
1096 9887
702 7910
1836 14904
1504 12360
1504 12360
1096 9887
1096 9887
702 7910
1826 11861
1473 10681
1826 11861
1473 10681
1826 11861
1473 10681
1826 11861
1473 10681
1826 11861
1473 10681
1827 9887
1827 9887
1827 9887
1479 8893
1150 6918
1827 9887
1827 9887
1827 9887
1479 8893
1150 6918

BHATREE (V)
(mm/min)

2592
2149
2149
1547
1547
990
2592
2149
2149
1547
1547
990
2579
2081
2579
2081
2579
2081
2579
2081
2579
2081
2579
2579
2579
2088
1625
2579
2579
2579
2088
1625

AREEN

(45~55HRC)

Hardened Steel

$§E(n)

OS5
7416
7416
6179
6179
4945
OIS
7416
7416
6179
6179
4945
7413
6676
7413
6676
7413
6676
7413
6676
7413
6676
6179
6179
6179
5558
4325
6179
6179
6179
5558
4325

IIIIIIIIIIIIIIIIIIIIEIIIIIIIIIII::IIIIIIIIIIIIIIIIIIIIIII!H%!IIII

LR (VF)
(mm/min)

1296
1031
1031
774
74
499
1296
1031
1031
774
74
499
1290
1040
1290
1040
1290
1040
1290
1040
1290
1040
1290
1290
1290
1044
812
1290
1290
1290
1044
812

EBEEN
(55~65HRC)
Hardened Steel

¥%3i®(n)
(r/min)

8694
7004
7004
5767
5767
4614
8694
7004
7004
5767
5767
4614
6919
6231
6919
6231
6919
6231
6919
6231
6919
6231
5767
5767
5767
5188
4036
5767
5767
5767
5188
4036

M BYEDE(E. SRR TRY, EE RN L&A B ERNKERZE, WHIHIF

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

e ] 0>>>

&R E (VF)
m/mln)
1058
852
852
632
632
401
1058
852
852
632
632
401
1053
850
1053
850
1053
850
1053
850
1053
850
1053
1053
1053
852
663
1053
1053
1053
852
663

TR,

P50/H50-RN4 1JJHI&

wl\“%ﬁ Side Milling
T4

Workpiece Materials

e I T T I

(mm) mm) (m m) ap (r/mln)
12 0.240 8239

18 1 0.220 8239

0.3 24 0.200 8239

35 0.180 7411

55 0.140 5765

18 0.350 8239

6 24 0.290 8239

05 35 0.240 7411
55 0.165 5765
18 0.400 8239
24 0350 8239

35 1 0.280 7411
55 0.200 5765

ERI

WS, S5
(180~250HB)

HHEFER

P50/H50-RN4 Recommended Cutting Parameters

E&MW, TEN
(25~35HRC)

PHS AR/ K4

(35~45HRC)

PH And Ferrite
/Martensitic Steel

BHAREE (VF) | %3 (n) | #H4REREE (VF) | #3E(n

(mm/min)

2149
2149
2149
1740
1354
2149
2149
1740
1354
2149
2149
1740
1354

(r/min)

7415
7415
7415
6670
5189
7415
7415
6670
5189
7415
7415
6670
5189

AFRAIEERASRINE. SRERNNRMF&E,
A WIS HEE R P IBREN B R REEE, KRNI, BE BT & 4. B0 ERTKRFER, SWIEIFR 4FHTER,
A ZEFEHIF EAREDET, IBHELIHI R

INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

(mm/min)

1934
1934
1934
1566
1219
1934
1934
1566
1219
1934
1934
1566
1219

(r/mln)

7003
7003
7003
6299
4901
7003
7003
6299
4901
7003
7003
6299
4901

i, SHEE

Copper, Copper Alloy

EEEEN
(45~55HRC)
Hardened Steel

BHAREE (VF) | 353 (n) | #H4REREE (VF) | 73 (n

(mm/min)

1827
1827
1827
1479
1150
1827
1827
1479
1150
1827
1827
1479
1150

(r/min)

9887
9887
9887
8893
6918
9887
9887
8893
6918
9887
9887
8893
6918

(mm/min)

2579
2579
2579
2088
1625
2579
2579
2088
1625
2579
2579
2088
1625

r/mln)

6179
6179
6179
5558
4325
6179
6179
5558
4325
6179
6179
5558
4325

EREEN
(55~65HRC)
Hardened Steel

HHARE (VF)| #5&E(n)

(mm/min)

1290
1290
1290
1044
812

1290
1290
1044
812

1290
1290
1044
812

(r/min)

5767
5767
5767
5188
4036
5767
5767
5188
4036
5767
5767
5188
4036

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

AR E (V)
(mm/mln)
1053
1053
1053
852
663
1053
1053
852
663
1053
1053
852
663
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P50/H50-BN2 tJJ§I&

WHEFER

P50/H50-BN2 Recommended Cutting Parameters

%ﬁ Profilling Milling

WM, aEW | AW, TAN
Wﬁpﬁfﬂaﬁtls (180~250HB) | (25~35HRC)

ICarbon steel, Alloy Steel[Alloy Steel, Tool Steel

Cutting depth ratio coef'ﬁcnent
s ) %

I8 ERRE | FiR(n) | BHARE(VF) | #23E(n
ap (r/min) [ (mm/min) r/mln

&=
1 0.020 45000 45000
1 0.017 45000 315 45000
1 0.014 45000 315 45000
0.1 0.2 1 0.011 45000 284 43740
2 0.008 45000 284 43740
2 0.008 45000 284 43740
3 0.006 43200 242 38880
3 10.004 43200, 242 38880
1 0.027 45000 450 45000
1 0.024 45000 450 45000
1 0.021 45000 450 45000
0.15 0.3 1 0.019 45000 450 45000
2 0.016 45000 450 45000
2 0.012 45000 405 43740
3 0.010 45000 405 43740
3 10.008 45000 405 43740
1 0.043 45000 756 45000
1 0.040 45000 756 45000
2 0.034 45000 648 45000
0.2 0.4 2 0.028 45000 540 45000
3 0.022 38880 420 34992
3 0.016 38880 420 34992
4 0.012 38880 420 34992
4 10.010 38880 420 34992
5 0.008 34560 353 31104
ERI

A ERE BB B REAHAA-R L,

A RIS T R P BRENTIBI R BRI (E, SRR LAY, IBE BN T4+, B ERNRFER, W F i

A RETEHHF B RTINS, BB IIHIF .
INOTE |

BHAREE (V)
(mm/min)
315
315
315
275
275
275
218
218
450
450
450
450
450
393
393
393
755
755
647
540
378
378
378
378
318

PHS#&R&/5 KEN
(35~45HRC)

PH And Ferrite
/Martensitic Steel

(r/min)
45000
45000
45000
41310
41310
41310
36720
36720
45000
45000
45000
45000
45000
41310
41310
41310
45000
45000
45000
45000
33048
33048
33048
33048
29376

R, AEE

Copper, Copper Alloy

EREEN
(45~55HRC)
Hardened Steel

SHAERE(VH) SRR (V) SRR (V)
(mm/min) r/mln (mm/min) | (r/min)| (mm/min)
45000 378 40950
293 45000 378 40950 246
293 45000 378 40950 246
242 45000 340 36450 197
242 45000 340 36450 197
242 45000 340 36450 197
191 43200 291 32400 156
191 432000 291 32400 156
405 45000 540 40500 345
405 45000 540 40500 345
405 45000 540 40500 345
405 45000 540 40500 345
405 45000 540 40500 345
335 45000 486 36450 279
335 45000 486 36450 279
335 45000 486 36450 279
693 45000 870 42120 590
693 45000 870 42120 590
594 45000 746 42120 421
495 45000 622 42120 421
328 45000 504 29160 263
328 45000 504 29160 263
328 45000 504 29160 263
328 45000 504 29160 263
275 41472 423 25920 221

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

EBEEN
(55~65HRC)
Hardened Steel

r/mln /mln)

37800
37800
37800
34020
34020
34020
30240
30240
37800
37800
37800
37800
37800
34020
34020
34020
39312
39312
39312
39312
32659
32659
32659
32659
24192

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

Eee—— ]3] >>>

189
189
189
153
153
153
121
121
302
302
302
302
302
245
245
245
551
551
393
393
245
245
245
245
205

TR,

P50/H50-BN2 tJJ§I&

13;[3%* Profilling Milling

BEW, TAWN

fixs, & =
W%Tﬂ:ﬂjai;tls (180~250HB) (25~35HRC)
P Carbon steel, Alloy Steel|Alloy Steel, Tool Steel

Cutting depth ratio coef'ﬁcuent
IREZR | SMED | BN [WIMIEERE | #55%(n) | BHARREE(VF) | #3 (n) | 44 (VF) | 53 (n)
(mm) (mm) | (mm) ap (r/min) [ (mm/min) | (/min)| (mm/min) | (r/min)

1 0.045 45000 1350 42120
2 0.040 45000 1350 42120
2 0.035 45000 1080 42120
3 0.033 45000 900 37908
0.25 0.5 3 0.030 42120 758 37908
4 10.020 32400 583 29160
5 0.018 32400 583 29160
6 0.015 28800 490 25920
6 0.013 28800 490 25920
8 10.008 28800 490 25920
1 0.075 45000 2025 45000
2 0.063 45000 2025 45000
3 0.046 45000 1620 45000
3 0.041 45000, 1620 45000
4 0.035 45000 1539 45000
4 10.026 45000 1539 45000
0.3 0.6 5 0.022 45000 1215 43740
5 /0.020 42120, 1138 37908
6 0.017 42120 1138 37908
6 0.015 42120 1138 37908
7 0.015 28800 734 25920
8 /0.015 28800, 734 25920
9 0.012 28800 734 25920
10 0.009 25200 643 22680
12 0.007 21600 518 19440
2 0.092 45000 2228 45000
0.35 0.7 4 0.041 45000 1692 45000
6 0.027 42120 1251 37908
8 0.020 28800 760 25920
ERI

AFRAIEERASRINE. SRERNNRMF&E,

WEFER

P50/H50-BN2 Recommended Cutting Parameters

1264
1264
1011
682
682
525
525
441
441
441
2025
2025
1620
1620
1538
1538
1182
1024
1024
1024
793
661
661
579
466
2228
1692
1126
684

PHS $xZR 1A/ 5 KA

(35~45HRC)

PH And Ferrite
/Martensitic Steel

39780
39780
39780
35802
35802
27540
27540
24480
24480
24480
45000
45000
45000
45000
44064
44064
41310
35802
35802
35802
24480
24480
24480
21420
18360
45000
44064
35802
24480

HERRE (V)
(mm/min)
1074
1074
860
581
581
446
446
374
374
374
1755
1755
1404
1404
1307
1307
967
838
838
838
541
541
541
473
382
1940
1443
925
563

i, SHEE

Copper, Copper Alloy

R (n) | BEAEE (V)| #3E(n)
(r/min) [ (mm/min) | (r/min)

45000
45000
45000
45000
45000
38880
38880
34560
34560
34560
45000
45000
45000
45000
45000
45000
45000
45000
45000
45000
34560
34560
34560
30240
25920
45000
45000
45000
34560

1350
1350
1080
973
810
700
700
588
588
588
2025
2025
1620
1620
1539
1539
1215
1215
1215
1215
881
881
881
771
622
2228
1692
1337
912

EBEEN
(45~55HRC)
Hardened Steel

35100
35100
35100
31590
31590
29160
29160
21600
21600
21600
43200
43200
43200
43200
38880
38880
36450
31590
31590
31590
21600
21600
21600
18900
16200
43200
38880
31590
21600

EFE(VF)
(mm/min)
948
948
758
511
511
472
472
330
330
330
1555
1555
1244
1244
1065
1065
788

682
682
441
441
441
385
311
1739
1189
763
464

EBEN
(55~65HRC)
Hardened Steel

(r/mln)
32760
32760
32760
29484
22680
22680
22680
20160
20160
20160
40320
40320
40320
40320
36288
36288
34020
29484
29484
29484
20160
20160
20160
17640
15120
37800
34020
27216
20160

HLEEE (V)
(mm/min)
669
613
613
452
347
347
347
292
292
292
1210
1210
887
887
759
689
613
531
531
531
446
343
343
300
242
1069
761
577
380

A WIS HEE R P IBREN B R REEE, KRNI, BE BT & 4. B0 ERTKRFER, SWIEIFR 4FHTER,

A ZEFEHIF EAREDET, IBHELIHI R
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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P50/H50-BN2

%ﬁ Profilling Milling

iz, & §
T4k e "
Workpiece Materials (180 ZSOHB)
P ICarbon steel, Alloy Steel[Alloy Steel, Tool Steel

Cutting depth ratio coef‘ﬁcnent

BK¥4ER zD éﬂth "“F R (n) | BLEEE(VS)
(mm) (m (r/min) [ (mm/min)

N

0.120 45000
0.078 45000
0.059 45000
0.042 45000
0.020 37440
0.020 28800
0.135 45000
0.081 45000
0.050 43092
0.036 32832
0.200 45000
0.200 45000
0.140 45000
0.090 42120
0.060 37908
0.060 34992
0.060 34992
0.045 34992
0.038 34992
0.025 25920
0.023 25920
0.020 25920
0.015 25920
0.012 22680
0.010 19440
0.200 45000
0.140 45000
0.060 35802
0.060 35802
0.038 35802

0.4

o o u b

=
o

0.45

Wi ~NoO L1l WN OO DN

0.5

N BB e
P NS oo blwN O

0.55

=
o @ o

EE

=W

2430
2430
2186
2040
1213
881
2877
2494
1818
1259
3375
3375
3375
2948
2389
1575
1575
1575
1575
1102
1102
1102
1102
907
778
3532
3532
2075
2075
1597

Axm, TAN

(25~35HRC)

& (n
r/mln

45000
45000
45000
40824
33696
25920
45000
45000
38783
29549
43740
43740
43740
37908
36742
31493
31493
31493
31493
23328
23328
23328
23328
20412
17496
40824
40824
32222
32222
32222

AR EAEENHAAF &,

A WY S E R PRV EE TR SRR EE, SRR TR, BE B TR 4. BR ERVKERR, WK EHTTRE

A K EGhF B IREIET, i RETIEI &4,

INOTE |

BHATREE (VF) | %53 (n) | BHAREE(VS)

(mm/min)

2430
2430
2188
1852
1092
793
2877
2494
1636
1133
3281
3281
3281
2653
2302
1417
1417
1417
1417
992
992
992
992
816
700
3204
3204
1868
1556
1556

PHS X1/ KA

(35~45HRC)

PH And Ferrite
/Martensitic Steel

(r/min)

45000
45000
44064
38556
31824
24480
45000
43605
36628
27907
41310
41310
41310
35802
34700
29743
29743
29743
29743
22032
22032
22032
22032
19278
16524
38556
38556
30432
28091
28091

(mm/min)

2160
2160
1903
1554
916
666
2539
2132
1364
944
2788
2788
2788
2336
2087
1204
1204
1204
1204
842
842
842
842
694
595)
2634
2634
1535
1181
1181

WHEFER

Recommended Cutting Parameters

EBEEN
(55~65HRC)
Hardened Steel

(r/min)

40320
40320
36288
31752
26208
20160
38304
35910
30164
22982
34020
34020
34020
29484
26536
24494
24494
24494
24494
18144
18144
18144
18144
15876
13608
31752
31752
25061
23134

A, S (45:fg?l-|?RC)
Copper, CopperiAlloy Hardened Steel
1.2 0.65
#zaazrg(w) 53 (n) | eI (V)| 39(n)
r/mln (mm/min) | (r/min)| (mm/min)
45000 2430 43200 2333
450002430 43200 233 R
45000 2188 38880 1911
45000 2042 34020 1286
44928 1455 28080 758
34560 1058 21600 551.4
45000 2877 41040 2170
45000 2494 38475 1763
45000 2072 32319 1128
39398 1511 24624 781
45000 3375 38880 2450
45000 3375 38880 24305
45000 3375 38880 2450
45000 3150 38880 2286
45000 2836 34992 2118
41990 1890 28431 1191
41990 1890 28431 1191
41990 1890 28431 1191
41990 1890 28431 1191°
31104 1322 19440 694
31104 1322 19440 694
31104 1322 19440 694
31104 1322 19440 69%3
2721877 1089 17010 572
23328 933 14580 490
45000 3532 34020 2207
45000 3532 34020 2207
42962 2490 26852 1287
42962 2075 24786 990
42962 2075 24786 990

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

23134

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

e ]33 >>>

HLRE (V)
(mm/min)
1694
1694
1372
1121
660
480
1924
1563
1000
693
2041
2041
2041
1652
1241
955
881

881
617
617
617
617
508
436
1958
1958
1141
878
878

P50/H50-BN2 tJJHI&

P50/H50-BN2

13;[3%* Profilling Milling

Ttk
Workpiece Materials

tIRRELL G 2 25

Cutting depth ratio coefficient

R¥EER | SMED | FEKN
(mm) (mm) | (mm)
4
8
10
12
8
0.7 12
16
4
6
8
10
0.75 12
14
16
18
20
8
12
16
20
8
12
16
20

0.6

0.8

0.9

EE

FiRsW, &&=
(180~250HB)
Carbon steel, Alloy Steel|Alloy Steel, Tool Steel

IIIIIIIIIIIIIIIIIIIIEIIIIIIIIIIII:IIIIIIIIIIIIIIIIIIIIIIIHE%!IIII

*r‘ 3R (n)

0.160
0.060
0.053
0.045
0.110
0.053
0.035
0.200
0.200
0.090
0.090
0.090
0.075
0.038
0.038
0.038
0.220
0.098
0.060
0.040
0.260
0.105
0.068
0.045

(r/min)

41539
33696
31104
31104
29484
27216
20160
37800
37800
29484
27216
27216
27216
20160
20160
20160
32760
29484
25272
18720
30420
25272
25272
18720

3369
1928
1537
1456
2123
1470
1028
3742
3742
2364
1940
1616
1616
1131
1131
1131
2752
2600
1592
1114
2921
1820
1820
1273

WEFER

Recommended Cutting Parameters

AEW, TEWN
(25~35HRC)

(r/min)

37384
30326
27994
27994
26536
24494
18144
34020
34020
26536
24494
24494
21773
18144
18144
18144
29484
26536
22745
16848
27378
22745
22745
16848

ABREBEEASNIE. SEERNVKRN <&,
A EYIH S R P RVEE AT R G RVEEE, SERRIN TR, IEE BN T &4 BR. ERNASFER, SHIHIFEHTIRARE
A RETEFF EIREDET, BRI

| NOTE |

(mm/min)

2934
1893
1310
1310
1911
1323
O25)
3368
3368
1891
1746
1454
1221
1018
1018
1018
2477
2341
1433
1003
2628
1637
1637
1146

PHS $xZ (/5 KR40

(35~45HRC)

PH And Ferrite
/Martensitic Steel

AR E (V)| 3R (n) | FH48RE (V)| 3%5E(n)
(mm/min)

(r/min)

35307
28642
26438
26438
25061
23134
17136
32130
32130
25061
23134
23134
20563
17136
17136
17136
27846
25061
21481
15912
25857
21481
21481
15912

HERRE (V)
(mm/min)
2445
1862
1190
1190
1625
1124
787
2892
2892
1625
1499
1249
1049
874
874
874
2244
1958
1199
839
2172
1354
1354
947

i, SHEE

Copper, Copper Alloy

R (n) | BLAEE (V)| #3E(n)
(r/min) [ (mm/min) | (r/min)

45000
40435
37325
37325
35381
32659
24192
45000
45000
35381
32659
32659
29030
24192
24192
24192
39312
35381
30326
22464
36504
30326
30326
22464

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

3532
2313
1746
1746
2547
1764
1234
4456
4456
2522
2327
1940
1629
1357
1357
1357
3302
3120
1911
1337
3505
2183
2183
1527

RBEEN
(45~55HRC)
Hardened Steel

33231
27216
24300
23328
22113
20412
15120
28350
28350
22113
20412
20412
18144
15120
15120
15120
24570
22113
18954
14040
22815
18954
18954
14040

EFE(VF)
(mm/min)
2300
1856
962
923
1380
956
669
2297
2297
1291
1191
993
833
694
694
694
1916
1672
1024
716
1807
1125
1125
788

EBEN
(55~65HRC)
Hardened Steel

H&E(n
(r/mln)
29076
23587
21773
21773
20639
19051
14112
26460
26460
20639
19051
19051
16934
14112
14112
14112
21294
19165
17690
13104
21294
17690
17690
13104

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

HLEEE (V)
(mm/min)
1674
943
784
784
1238
858
599
1985
1985
1115
1029
858
719
599
599
599
1431
1160
892
624
1534
956
956
669
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P50/H50-BN2

%ﬁ Profilling Milling

B, S 1
T4k e "
Workpiece Materials (180 ZSOHB)
P ICarbon steel, Alloy Steel[Alloy Steel, Tool Steel

Cutting depth ratio coef‘ﬁcnent

(mm) m) | (mm) ap (r/min)
3 0.400 28350

4 0.400 28350

6 0.400 28350

8 10.280 28350

10 0.210 26460

12 0.120 23814

13 0.120 23814

1 14 0.120 23814
16 0.120 22113

18 0.090 20412

20 0.075 20412

22 0.050 16065

25 0.050 15120

30 /0.030 15120

35 0.025 13230

40 0.022 11340

6 0.500 24975

10 0.340 24975

1.25 15 0.150 19481
20 10.120 17982

25 0.098 17982

30 /0.055 13320

8 0.600 21600

10 0.420 21600

13 0.315 20160

1.5 16 0.315 20160
20 0.180 16848

25 /0.120 16848

30 0.120 15552

35 /0.080 11520

EE

LR (VF)
(mm/min)
4253
4253
3828
3828
3175
2858
2858
2477
1592
1470
1470
1093
1028
1028
847
725
4557
4557
2558
1967
1770
1377
4860
4860
3629
3266
2274
2274
2100
1469

Axm, TAN

(25~35HRC)

& (n
r/mln

25515
25515
25515
25515
23814
21433
21433
21433
19902
18371
18371
14459
13608
13608
11907
10206
22478
22478
17533
16184
16184
11988
19440
19440
18144
18144
15163
15163
13997
10368

AR EAEENHAAF &,

A WY S E R PRV EE TR SRR EE, SRR TR, BE B TR 4. BR ERVKERR, WK EHTTRE

A K EGhF B IREIET, i RETIEI &4,

INOTE |

BHATREE (V)
(mm/min)
3828
3828
3444
3444
2858
2572
2572
2229
1434
1323
1323
983
925
925
762
653
4100
4100
2302
1771
1593
1239
4374
4374
3266
2939
2048
2048
1890
1322

PHS#HRE/5 KEN
(35~45HRC)

PH And Ferrite
/Martensitic Steel

(r/min)
24098
24098
24098
24098
22491
20242
20242
20242
18797
17350
17350
13656
12852
12852
11246
9639
21229
21229
16558
15285
15285
11322
18360
18360
17136
17136
14321
14321
13219
9792

LA RE (VF)
(mm/min)
3254
3254
2892
2892
2429
2187
2187
1895
1218
1124
1124
836
787
787
648
555
3417
3417
1919
1476
1328
1033
3690
3690
2755
2480
1727
1727
1594
1115

WHEFER

Recommended Cutting Parameters

R, AEE

Copper, Copper Alloy

¥#E(n
r/mln

34020
34020
34020
34020
31752
28577
28577
28577
26536
24494
24494
19278
18144
18144
15876
13608
29970
29970
23377
21578
21578
15984
25920
25920
24192
24192
20218
20218
18662
13824

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

BHATREE (V)
(mm/min)
5103
5103
4593
4593
3811
3428
3428
2971
1911
1764
1764
1311
1234
1234
1016
871
5468
5468
3070
2362
2124
1652
5832
5832
4354
3920
2730
2730
2520
1762

EREEN
(45~55HRC)
Hardened Steel

(r/min)
21263
21263
21263
21263
19845
17861
17861
16585
16585
16585
16585
12049
11340
11340
9923
8505
18732
18732
14611
14611
13487
9990
16200
16200
15120
15120
12636
12636
11664
8640

LR (VF)
(mm/min)
2744
2744
2424
2424
2024
1846
1822
1466
1320
1219
1015
697
655
655
540
463
2779
2779
1821
1301
1080
840
3062
3062
2286
2057
1434
1434
1323
925

EBEEN
(55~65HRC)
Hardened Steel

r/mln
19845
19845
19845
19845
17199
15479
14288
14288
14288
14288
14288
13495
12701
12701
9261
7938
17483
17483
13637
12587
12587
9324
15120
15120
14112
13104
10886
10886
10886
9677

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

s 135 >>>

&R E (VF)
m/mln)
2381
2381
2143
2143
1321
1189
914
914
823
823
823
734
691
691
474
407
2278
2278
1279
984
885
689
2722
2722
2032
1699
1176
1176
1176
987

P50/H50-BN2 tJJHI&

P50/H50-BN2

13;[3%* Profilling Milling

B

tIRRELL G 2 25

Cutting depth ratio coefficient

(mm) (mm) | (mm) ap
15 0.360
25 0.210
35 0.090
45 0.090
10 0.600
13 0.480
16 0.420
20 0.420
25 0.240
30 0.160
35 0.100
40 0.100
45 0.100
50 0.100
20 0.525
25 0.525
30 0.300
40 0.200
12 0.600
20 0.500
30 0.420
50 0.150

1.75

2.5

EE

Eﬁfm:
(180~250HB)

B | #5%E (n)
(r/min)
16088
13365
13365
9900
15525
15525
15525
13455
12110
11178
11178
11178
8280
8280
11340
10530
9477
8748
12150
11475
9360
7776

HERRE (V)
(mm/min)
3299
2052
2052
1438
4658
4658
4658
3229
2615
2012
2012
2012
1408
1408
4082
3285
2502
1890
5103
4476
2696
2015

BEW, TAWN

(25~35HRC)
Carbon steel, Alloy Steel|Alloy Steel, Tool Steel

(r/min) (mm/mln r/mln

(r/min) (mm/mln r/mln
14479 2969 13675
12029 1847 11361
12029 1847 11361
8910 1294 8415
13973 4192 13197
13973 4192 13197
13973 4192 13197
12110 2906 11437
10899 2354 10293
10060 1811 9502
10060 1811 9502
10060, 1811 9502
7452 1267 7038
7452 1267 7038
10206 3674 9639
9477 | 3412 8951
8529 3072 8056
7873 1701 7436
10935 4593 10328
10328 4028 9754
8424 2426 7956
6998 1814 6610

ABREBEEASNIE. SEERNVKRN <&,
A EYIH S R P RVEE AT R G RVEEE, SERRIN TR, IEE BN T &4 BR. ERNASFER, SHIHIFEHTIRARE
A RETEFF EIREDET, BRI

| NOTE |

WEFER

Recommended Cutting Parameters

PH5#&(&/5 KEFHN
(35~45HRC)

PH And Ferrite
/Martensitic Steel

HERRE (V)
(mm/min)
2475
1539
1539
1079
3564
3564
3564
2471
2001
1539
1539
1539
1076
1076
2892
2686
2417
1338
3828
3356
1910
1428

i, SHEE

Copper, Copper Alloy

19305
16038
16038
11880
18630
18630
18630
16146
14531
13414
13414
13414
9936

9936

13608
12636
11372
10498
14580
13770
11232
9331

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

8959
2462
2462
1726
5589
5589
5589
3875
SS9
2415
2415
2415
1689
1689
4899
4549
4094
2268
6124
5370
3235
2418

RBEEN
(45~55HRC)
Hardened Steel

12065
10024
10024
7425
11644
11644
11644
10092
9083
8384
8384
8384
6210
6210
8505
7898
7108
6561
9113
8607
7020
5832

EFE(VF)
(mm/min)
2012
1252
1252
878
2969
2969
2969
2058
1946
1283
1283
1283
897
897
2552
2370
2132
1182
3113
2730
1825
1260

EBEN
(55~65HRC)
Hardened Steel

H&E(n
(r/mln)
11262
9356
9356
6930
10868
10868
10868
9419
8477
7825
7825
7825
5796
5796
7938
7371
6634
6124
8505
8033
6552
5443

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

HLEEE (V)
(mm/min)
1650
1026
1026
719
2608
2608
2608
1808
1464
1127
1127
1127
788
788
2143
1990
1792
993
2552
2237
1415
1058
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TE'- RIBESE

TIANGONG CEMENTED CARBIDE

P60-S4 tJHIZ=

1')]“%5'& Side Milling
T8

Workpiece Materials

IHRE

Depth of cut (mm)
UIHEE
Vc(m/min)
5MZD
mm

6

8

10

12

16

20

ERI

WS, S5
(<35HRC)

p<1.5D
ae<0.3D

-
r/mln (mm/mln)

(r/min

7430
5570
4460
3720
2790
2230

HHAREE (V)

(mm/min)

1070
1070
1070
1070
1000
900

I

A%, TRN
(35-48HRC)

arbon Steel, Alloy Steel| Alloy Steel, Tool Steell

FR

P60-S4 Recommended Cutting Parameters

ap<1D
ae<0.25D

6370
4780
3820
3190
2390
1910

ABERAIREEA BN, SR ENVRM R

A WTRISHEE RPRRENTIEIZ

ARETNNFE
INOTE |

660
690
700
570
535

ap<1.5D
ae<0.3D

FHE(n) | %
(r/min)
5840
4380
3500
2920
2190

TREEER IRETRE
(<32HRC)
Gray Cast Iron

Nodular Cast Iron
ap<1.5D
ae<0.3D

TEE
Stainless Steel
HRRE (VF)
(mm/min) r/mln
580 7430
610 5570
630 4460
640 3720
525 2790
490 2230

1750

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

140

LA (V)
(mm/mln)
1070
1070
1070
1070
1000
900

EAaEHEH
(35-45HRC)

High Alloy Cast Iron

HHAREE (V)| F&E(n

r/m|n
6370
4780
3820
3190
2390
1910

(mm/min)

630
660
690
700
570
535

EEW. R
(<55HRC)
Hardened Steel

ap<1D
ae<0.125D

(r/mln;
5300
3980
3190
2650
1990
1590

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

e |37 >>>

HLAEE (V)
(mm/min)

530
480
450
420
400
380

FBVEEEL SRR IN TS, BE RN T &M BN ERVRFR R, MR AHITIAZ,
HREDEY, IHEEELIH SR o

M30-S4/R4 1IHIE

HHEFR

M30-S4/R4 Recommended Cutting Parameters

I <ice miting

Workpiece Materials Stamless Steel
\/\

ap<1.5D
of cut(mm) ae<0.25D
5MED 558 (n) ‘ f)
(mm) (r/min)
2

10000
3 7430
4 6730
5 5095
6 4245
8 3185
10 3545
12 2020
16 1590
20 1275

ERI
AFRAIEERASRINE. SRERNNRMF&E,

(mm/min)

595
510
510
510
510
510
485
445
430

HE®
Titanium Alloy
ap<1.5D
ae<0.25D
X f)

e

7960
6399
4780
3821
3185
2390
1910
1590
1195
955

(mm/min)

350
285
270
320
335
354
350
310
305

A WIS HEE R P IBREN B R REEE, KRNI, BE BN I& 4. B0 ERVKRFER, SWIHIF FHTER,

A ZEFEHIFEAREDET, IBHELIHIF M
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

<<< 138 m—



q
Q

TIANGONG CEMENTED CARBIDE

o XITERAS

TE'- RIBESE

TIANG

ONG CEMENTED CARBIDE

H20-S4/R4 1JHISEIETFR

H20-S4/R4 Recommended Cutting Parameters

TR <ice miting

BB W TR EEN
I#F*j*’l- (30-45HRC) (45-55HRC)
Workpiece Materials Alloy steel, Pre-Hardened Steel Hardened Steel
e R E ap<1.2D ap<1.0D
Depth of cut (mm) 2e<0.08D ae<0.04D
(mm) r/mln mm/mm (r/mln)
3 14700 840 13130
4 7560 950 6720
6 5040 1050 4410
8 3780 1160 3360
10 3050 1100 2630
12 2520 1050 2210
| E—— ]

H20-B2 tJHISEIEFR

H20-B2 Recommended Cutting Parameters

13%2%* Profilling Milling
T8

Workpiece Materials

IHIRE

Depth of cut (mm)

N - S 25 - TR
(180-250HB) (25-35HRC)
Carbon Steels, Alloy Steel, Cast Iron Stainless Steels,Tool Steel

ap<0.04D ap=<0.04D
ae<0.04D 2e<0.04D

Z:fhfm IE{N

LR (V)

(mm/min)

530
630
740
840
740
670

FREE{LIN
(35-48HRC)
Pre-Hardened Steel

ap<0.02D
ae<0 02D

(mm) r/mm mm/m\n r/mln mm/mm r/mln mm/mln

1 52500 2940 52500 2640 52500
2 36780 2940 36780 2570 30090
3 24520 2940 24520 2690 20060
4 18390 2940 18390 2760 15040
6 12260 2940 12260 2690 10020
8 9190 2940 9190 2660 7520
10 7360 2940 7360 2640 6010
12 6130 2940 6130 2650 5010

ER
A R RERBRNE . BREAHAA-R

A RIS T R P BRENTIBI R BRI (E, SRR LAY, I B T4+, B ERNRFER, W F i

ARETEHHZE
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

IRENET, BIEHEELIBIF Mo

2040
2110
2080
2110
2110
2110
2100
2100

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

s ] 30 >>>

TR,

H30-S4/R4/RN4 tIHISE#ETEFER

H30-S4/R4/RN4 Recommended Cutting Parameters

e
=\

=l E{m\u %5'[’, High-speed Side Milling

I#F*Z"*—I- G- RN FEREEN

(30-45HRC) (45-55HRC)
Workpiece Materials Alloy Steel, Pre- Hardened Steel Hardened Steel
LIHIRE

ap<1.2D ap<1.0D
Depth of Cut(mm) 2e<0.08D 2e<0.04D
NIRRT
r/mm mm/min) r/mm mm/mm

3 21000 1260 18900 950
4 10500 1470 9660 1210
6 7350 1680 6410 1370
8 5460 1890 4830 1470
10 4410 1680 3780 1370
12 3780 1580 3150 1260

*’]_‘)EUH\“ %ﬁ Standard Side Milling

G RN FEREEN
TR (30-45HRC) (45-55HRC)
Workpiece Materials Alloy Steel, Pre-Hardened Steel Hardened Steel
TIHLRE

ap<1.2D
Depth of Cut(mm) 2e<0.08D

ap<1.0D
2e<0.04D
AB | ED EOEEN | SED | EREV
(r/min) mmj/min) (r/min) (mm/min)

3 14700 840 13130 530
4 7560 950 6720 630
6 5040 1050 4410 740
8 3780 1160 3360 840
10 3050 1100 2630 740
12 2520 1050 2210 670

ERI
AFRAIEERASRINE. SRERNNRMF&E,

A WIS HEE R P IBREN B R REEE, KRNI, BE BN I& 4. B0 ERVKRFER, SWIHIF FHTER,

A RETHF
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

EAREDRY, IHEELIH o

EEEN
(55-60HRC)
Hardened Steel

ap<0.8D
ae<0.02D
B3R (n) HLLIRE (V)
(r/min) (mm/min)
15750 830
8400 950
5570 1090
4200 1160
3360 1050
2840 950

EEEW
(55-60HRC)
Hardened Steel

ap<0.8D
ae<0.02D
3R (n) HLLIRE (V)
(r/min) (mm/min)
11550 460
5880 530
3890 610
2940 660
2310 600
2000 580

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE

IS — |
H30-B2 YJHISE#HERFER H30+-S6/R6 tIIEIS#HHEFR
H30-B2 Recommended Cutting Parameters H30+-S6/R6 Recommended Cutting Parameters
Eﬁ1ﬁ§2%ﬁ High-peed Profiling Milling %_\ mu%ﬁ High-speed Side Milling

AW TR BN EREEN
TR (30-45HRC) (45-55HRC) (55-60HRC)
Workpiece Materials Alloy steel, Pre-Hardened Steel Hardened Steel Hardened Steel

BN FARELN ZEREN ZEREEN
TR (30-45HRC) (45-55HRC) (55-65HRC)
Workpiece Materials Alloy steel, Pre-Hardened Steels Hardened Steel Hardened Steel

Depth ofCut(mm) 2e<0.02D 2e<0.04D 2e<0.02D Depth ofCut(mm 2e<0.05D 2e<0.03D ae<0.02D

(mm) r/mm mm/mm r/mm mm/mm r/mm (mm/mm (mm) (r/min) (mm/min) (r/min) (mm/min) (r/min) (mm/min)
3 36750 2730 30030 2310 26670 1890 6 6200 1674 4500 1215 3100 744
4 18380 2840 15020 2420 13340 1890 8 4800 1584 3600 1188 2400 720
6 12180 2840 9980 2420 8930 1890 10 4000 1560 3000 1170 2000 720
8 9140 2990 7560 2470 6720 1580 12 3200 1440 2400 1080 1600 627
10 7350 2990 5990 2470 5250 1580 16 2400 1296 1800 972 1200 576
12 6300 3050 4730 2520 2000 1580 20 1600 960 1200 720 800 432

*’T‘)E{HEE%?E Standard Profiling Milling

" ] T e
Tfrme (30-45HRC) (45-55HRC) (55-60HRC)

Workpiece Materials Alloy steel, Pre-Hardened Steel Hardened Steel Hardened Steel

YIHLRE ap<0.05-0.1D ap<0.05-0.1D ap<0.05-0.1D

Depth of Cut(mm) 2e<0.02D 2e<0.04D 2e<0.02D

P Ty | R | RER | BEERNVD | RN | EREE
950

3 21000 1580 16700 1260 12600
4 10820 1730 8400 1370 6300 1010
6 7250 1730 5570 1370 4200 1010
8 5360 1790 4200 1420 3050 970
10 4310 1790 3360 1420 2520 970
12 3570 1840 2730 1470 2210 950
EE EEI
ABRAEGEEASNIME. SEERYRM-RE ABRA]REEAENIY. SEERVIRM R,
A THI SEERPREE AR R H AR EE, SR I, BE BRI I& 4. B ERNKSFER, WIIEIRHITRZ, A IEH S EEER PR EE N IEI SRRV EEE SR T, BE BN IT& 4. B ERNKSFER, XIEIFG#1TREZE,
A R E TN F BB, BRI A REENI BRI, FRBTIEIF 4.
INOTE | |NOTE |
1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine. 1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose. 2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adiust the parameters when chatter or abnormal vibration occurs. 3.Please adiust the parameters when chatter or abnormal vibration occurs.
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foXIERAS

TE'- RIBESE

TIANGONG CEMENTED CARBIDE

H40-R6 YJHISEIETFER

H40-R6 Recommended Cutting Parameters

E%ﬁ Facing Milling

ol N - SEW - ZEREEN
Tt (30-45HRC) (45-65HRC)

Workpiece Materials Carbon Steels, Alloy Steels, Cast Iron Hardened Steel

YIHIRE ap<0.035D ap<0.035D
Depth of Cut(mm) ae<0.5D ae<0.5D

Vc(m/mln)

2 3 AR (VF) 5% (n)
e IIMMII o i
6 32000-4800 2200-3000 32000-4800
8 2400-3600 2200-3000 2400-3600
10 1900-2900 2200-3000 1900-2900
12 1600-2400 2200-3000 1600-2400
16 1200-1800 2500-3500 1200-1800
20 950-1450 2500-3500 950-1450

ERI
ABERAIREEA BN, SR ENVRM R

A RIS T R P BRENTIBI R BRI (E, SRR LAY, I B T4+, B ERNRFER, W F i

A RETEHHF B RTINS, BB IIHIF .
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

HERTRE (VF)
(mm/min)
1920-2880
1950-2920
1950-2950
1920-2880
2160-3240
2280-3480

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

e 43 >>>

TR,

S40-S4/R4 tHISHHEFR

S40-S4/R4 Recommended Cutting Parameters

W"J%T: Side Milling

T el HEZES

Workpiece Materials Iron-base Superalloy

HIHRE ap<1D
Depth of Cut( mm) ae<0.1D

Vc(m/mln)

(mm) r/m|n)

1 7900
2 3980
3 2650
4 1990
5 1592
6 1325
8 985
10 795
12 660
16 495
20 400

ERI

AFRAIEERASRINE. SRERNNRMF&E,

(

AR E (V)
m/min)
550
280
210
160
125
160
160
190
185
160
160

HESESE

Cobalt-base Superalloy

3% (n)
(r/min)
6370
3180
2100
1590
1270
1060
795
635
530
400
320

ap<1D
2e<0.1D

FHLEEE (VF)
(mm/min)

470
240
170
130
120
125
125
150
145
125
140

HRESESE

Nickel Base Superalloy

ik (n)
(r/min)
7900
3980
2650
1990
1592
1325
995
795
660
495
400

ap<1D
2e<0.1D

25(15-30)

REE (V)

( m/mm)
550
280
210
160
125
160
160
190
185
160
160

A WIS HEE R P IBREN B R REEE, KRNI, BE BN I& 4. B0 ERVKRFER, SWIHIF FHTER,

A ZEFEHIFEAREDET, IBHELIHIF M
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE

S40-S4/R4 tHISHHEFR

S40-S4/R4 Recommended Cutting Parameters

S <ice miting

T M HEZEAS HEEEAS

Workpiece Materials Iron-base Superalloy Cobalt-base Superalloy

TIHLRE ap<0.5D
Depth of Cut(mm) ae<1D

YIHIEE 200 15(10-25)
Vc(m/min)
4MED 53 (n) SRR (VF) 5%3%(n) LA (VF)
(mm) (r/min) (mm/min) (r/min) (mm/min)
1 220

6370 280 4750
2 3180 230 2380 200
g 2100 160 1590 120
4 1590 120 1190 80
5 1270 120 950 80
6 1060 105 795 65
8 795 95 600 60
10 635 90 475 60
12 530 95 400 60
16 400 80 300 60
20 320 65 240 55

ERI

A R RERBRNE . BREAHAA-R

A TR R P BREN IR R BIEE(E, SRR TR, BE BN T 4. B0 ERTARFER, WIRIRF#TER,

A RETEHHF B RTINS, BB IIHIF .
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

FESEAE

Nickel Base Superalloy

20(10-30)

¥%3E(n)
(r/min)
6370
3180
2100
1590
1270
1060
795
635
530
400
320

ap<0.5D

ae<1D

AR (V)

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

S 45 >>>

(mm/min)

230
160
120
120
105
95
90
95
80
65

T40-S4/R4 tHISZRHFR

T40-S4/R4 Recommended Cutting Parameters

W!IJ%;E Side milling
T8 skas

Workpiece Materials Titanium alloy

TIBIRE ap<15D
Depth of Cut(mm) ae<0.25D

) E'JJEFE" 60 (40-100)
Vc(m/min)
=g $3%(n) SRR (VF) #%5%(n)
2 380

9555 12740
3 6370 305 8490
4 4780 285 6370
5 3820 305 5095
6 3185 320 4245
8 2390 335 3185
10 1910 345 2545
12 1590 350 2020
16 1195 310 1590
20 955 305 1275

ERI

AFRAIEERASRINE. SRERNNRMF&E,

T

Stainless steel

ap<1.5D
ae<0.25D

80(60-110)

BHAREE(VF)

(mm/min)

575
510
510
510
510
510
485
445
430

A WIS HEE R P IBREN B R REEE, KRNI, BE BN I& 4. B0 ERVKRFER, SWIHIF FHTER,

A ZEFEHIFEAREDET, IBHELIHIF M
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE

T40-S4/R4 tHISZRHEFR

T40-S4/R4 Recommended Cutting Parameters

*g%ﬂ-: Slot Milling

TH#E Had AN

Workpiece Materials Titanium alloy Stainless steel

HIHIRE aps<1D ap<1D
Depth of cut (mm) ae<1D aex<1D

Vc(m/min)

4MED 553 (n) HHAERE(VF) 53 (n) LA (V)

(mm) (r/min) (mm/min) (r/min) (mm/min)
2 6370 255 9555 380
3 4245 200 6370 305
4 3185 190 4775 285
5 2545 170 3820 305
6 2120 170 3185 320
8 1590 190 2390 335
10 1270 200 1910 345
12 1060 210 1590 350
16 795 190 1195 310
20 635 190 955 305

ERI

A R RERBRNE . BREAHAA-R

A TR R P BREN IR R BIEE(E, SRR TR, BE BN T 4. B0 ERTARFER, WIRIRF#TER,

A RETEHHF B RTINS, BB IIHIF .
INOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.

47 >>>

A40-S3/R3 IHIES#HTFER

A40-S3/R3 Recommended Cutting Parameters

W!IJ%;E Side milling

TRl BBEAE. HEIBER(Si<12%) &% (HB<200)
Workpiece Materials Forging and Casting Aluminum Alloy(Si<12%) Copper Alloy(HB<200)

YIHIRE aps<1D ap<1D

Depth of Cut(mm) ae<0.1D ae<0.1D

§MZD #%2%(n) SRR (V) () s
(mm) r/min, (mm/min) r/min,

2 12700 900 13000
4 12000 1430 12000
6 10600 1530 10600
8 10000 1670 10000
10 9500 2050 9500
12 9280 2800 9280

*E%ﬂ-: Slot Milling

T4 BERE . FEBAS(SI<12%) $AE % (HB<200)

Workpiece Materials Forging and Casting Aluminum Alloy(Si<12%) Copper Alloy(HB<200)

e RE ap<1D ap<1D
Depth of Cut(mm) ae<0.1D ae<0.1D

o () AR\ () e
(i) r/min (mm/min) [7/Ai1E)

2 10000 570 10000
4 9000 960 9000
6 8000 1050 8000
8 7800 1300 7800
10 8000 1500 8000
12 6800 1620 6800

ERI

AFRAIEERASRINE. SRERNNRMF&E,

)
850
1200
1200
1500
1800
2225

HRE (V)

(mm/min)

520
860
830
960
1240
1500

A WIS HEE R P IBREN B R REEE, KRNI, BE BN I& 4. B0 ERVKRFER, SWIHIF FHTER,

A RETIFE R, IFREETIHI &4

|NOTE |

1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.

2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.

3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE TIANGONG CEMENTED CARBIDE

A40-B2 1LY EER A60-S4 1JHISEMTER

A40-B2 Recommended Cutting Parameters A60-S4 Recommended Cutting Parameters

a i

1ﬁﬁ§$ﬁ Profilling i Jnu%ﬁ', Side milling *El%?l-: Slot Milling

T Mt SR A E. PR A & (Si<12%) $71&4 (HB<200) TRt saa
Workpiece Materials Forging and Casting Aluminum Alloy(Si<12%) Copper Alloy(HB<200) Workpiece Materials aluminum alloy

TIHIRE ap<1D ap<1D Y RE ap<1D ap<0.75D
Depth of Cut(mm) ae<0.1D ae<0.1D Depth of Cut(mm) 2e<0.7D ae<1D
(mm) r/min (mm/min) r/min mm/min (mm) (1 mm mm/mm ¢ m,n - m,n
2

12700 900 13000 850 12 14000 6300 14000 4200
4 12000 1430 12000 1200 16 17000 7650 17000 5100
6 10600 1530 10600 1200 20 20000 9000 20000 6000
8 10000 1670 10000 1500
10 9500 2050 9500 1800
12 9280 2800 9280 2225
EE EEI
ABRAEGEEASNIME. SEERYRM-RE ABRA]REEAENIY. SEERVIRM R,
A THI SEERPREE AR R H AR EE, SR I, BE BRI I& 4. B ERNKSFER, WIIEIRHITRZ, A IEH S EEER PR EE N IEI SRRV EEE SR T, BE BN IT& 4. B ERNKSFER, XIEIFG#1TREZE,
A R E TN F BB, BRI A REENI BRI, FRBTIEIF 4.
INOTE | |NOTE |
1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine. 1.Prefer to use the machine and chuck with high-rigidity and high accuracy machine.
2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose. 2.Recommended Cutting parameters are for your reference. Please adjust the parameter to fulfill your own purpose.
3.Please adiust the parameters when chatter or abnormal vibration occurs. 3.Please adiust the parameters when chatter or abnormal vibration occurs.
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TIANGONG CEMENTED CARBIDE TIANGONG CEMENTED CARBIDE

PR

Appendix

Cutting Parameters and General Formula For Milling Workpiece code table
M ITRIRIZH S EBRATERR THMERER
. e Ay isx = R FEF
, HRA | T 5 i g
Hm a*&&ﬁ%1ﬁ P t d U t 1SO Material Weiafiaes [=P==) ensile rine ockwe
) =% = arameter an nr G TAIFENG ) Content Strength Hardness Hardness
roup Material ) (HB) (HRC)
D HHER Diameter (mm) | fn  fGEE#4AE  FeedingperRevoluion  (mm/rev) P1 BN, KB €<0.25% <530 <125 -
| Low-carbon Steel, Long Chipping
EHREN, F2tT0/8, ST
5 § . | LA . P2 Low-}c<arbon Steel, Short Chipping, Free-cutting Steel €<0.25% <530 <125 _
p IERE Cutting Depth (mm) | fz FIHAE Feeding per Tooth (mm/tooth) b3 R ~025% 530 20 Py
High-carbon Steel, Medium-carbon Steel .
W, TEMN 0 .
ae YN Cutting Width (mm) : 7 1715 Teeth Number P4 /‘:“'oy steel, Tool Steel C>0.25% 600-850 <330 <35
Steel P5 ﬁyﬁjﬂl A C>0.25% 850-1400 = 340-450 35-48
. S , | . . . S = S R
VE AR Feed Speed (mmmin) N R Spindle Speed (rev/min) LE . C=(0-04)9% 600900 <330 <35
=REHKRAEREN, D EAEREN, PHREN, =(0.1- } -
I Length: P7 H'_Jigh—strength Ferritic SE?inless Steel, Marte{r?sitic StainlessZ?eel, Ph Stainless Steel C_(Ol 06)0/0 900-1350 330-450 35-48
Ve IHERE Cutting Speed (m/min) L TFEEHARKE Tpwe snme ) (mem) M M1 o €=(0.05-0.15)% <600 130-200 —
M2 BRI R AAFET A , C=(0.05-0.15)% | 600-800 | 150-230 <25
o . . - | W2 3, . High-strength Austenitic Stainless Steel And Cast Stainless Steel : ‘
Tc ThHtE Processing Time (min) ERETIYI= Metal Removal Rate (cm®/min) TEEW ¢
e ! ¢ RS Stainless M3 TUHER A C=(0.05-0.20)% <800 135-275 <30
Steel Duplex Stainless Steel TAYAIOTV. © .
. ki o R — 125500 | 120-290 <3
K THERNSEHH, K&
i}f—ﬁ* K2 V\Ti)fgtgly D%%chtﬂ:\]lloy Caﬁzﬁ Nzula%igt&lron — <600 130-260 <28
CastIron K3 MENNTHE ST, BREHHK — >600 180-350 <43

Difficult High-alloy Cast Iron, Nodular Cast Iron

NI EEEAS - <520 60-90 —

Wrought Aluminium Alloy

N S /\ ==
BARITEAR General Formula Ny | BEEEE Si<12% <350 70-100 -

MO A .
n TR Spindle Speed : n= % (r/min) m N3 | EREcE Si>12% 200-320 60-120 _
samy M BEEE - 200650 | 60-200 _
Ve 3R EE Cutting Speed | - XD Xn i Nom ferrous #, 5 4HE! Graphite, CFK, CFRP
YIHIERE utting >spee I Vc 1000 (m/min) Material N5 g:rl_aphite,gcomﬁﬁi Mal;grgl ite, 5 _ 600-1500 . .
$BEE &8 (MMCs) GFK, CFK . .
fz gm HLE = Feeding per Tooth | f7 = Vi (m m) N6 Aluminium-based Composite Material <700 <210
=2n [ zXn s1 HERESE 500-1200  160-260 25-48
Iron-based Heat-resistant Alloy — . . -
HESRSE
\i ﬁéﬁﬁg Feed Speed : Vf= nXfzx Z (m m/m]n) mm'gﬁ S2 Cobalt’?ased Heat-resistant Alloy - 1000-1450 250-450 25-48
Hejflii‘?t’ant S3 E%%BS@(J He?reswtant Alloy — 600-1700 160-450 <48
T | XapXxXVf lloy,
Q SRYIE Metal Removal Rate | Q= & 5Es T (mm) TtanumAloy  S4 | KREEE e - 900-1600 = 300-400 3348
| HL | R - - — 4555
Tc INLEE] Processing Time Tc= (m|n) -
| Vf H2 L{f}gﬁ%fﬂ Steel - - - 55-60
= EyveN 51"
Eﬁ%ﬁfﬂtﬁ H3 | R e — — — 60-65
Material SERREBAR]

H4 /Hﬁr).é%r?[e]d Steel - - - >65

e |51 >>> <<< 152 me—
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Tt

Workpiece
Materials

P1

P1

P1

P2

P2

P2

P2

P3

P3

B3

P3

23

P3

P3

P3

23

P3

P3

P3

P3

P3

P2

—EEHT

GB—Chinese Standard

I |53 >>>

20; ML20
15
Y15
Y15Pb

Y13

35

45
7G340-640;55

60

Y35; Y30

60Si2CrA;
60Si2Mn

40Mn
25; ML25
35Mn2
30Mn2
35Mn

Ck45; 45;
Mn45Mn;
ZG310-570

Do)
50

60Mn; 60

DIN—EEFINES

DIN—German Institute for Standardization

1.0401

1.0402

1.1141

1.0715

1.0718

1.0736

1.0737

1.0501

1.0503

1.0535

1.0601

1.0726

1.0961

1.1157

1.1158

1.1167

1.1170

1.1183

11191

1.1203

1.1213

1.1221

C22

Ck 15

9 SMn 28;
11 SMn 30

9 SMnPb 28

9 SMn 36;
11SMn 37

9 SMnPb 36;
11 SMnPb 37

C35
C45
@55
c60
35520
60 SiCr 7
40 Mn 4
Ck 25
36 Mn 5
28 Mn 6

Cf35

Ck 45

Ck 55
Cf 53

Ck 60

S15C
S22C
S15C
SUM 22
SUM22L

SUM 25

S35C
S45C
S55C

S 60 C- CSP

SUP7

S25C
SMn 438 (H)
SCMn 1

SESIE

S45C

SESIE
S50C

S$58C

JIS—BAT Al irE

JIS—Japanese Industrial Standards

Reference table of workpiece materials

1015

1020

1015

1213

12113

1215

12114

1035

1045

1055

1060

1140

9262

1039

1025

1335

1330

1035

1045

1055

1050

1060

C20

XC15

S 250

S250 Pb

S 300

S 300 Pb
SMnPb 36

CC35

CC45

@55

AFT70C55

35MF4

60SC7

35M5

XC25

40 M 5

35M5

XC38TS

XC 42

XC55H1

XC48TS

XC 60

ITHMHERBSHRE

080 M 15
050 A 20 1C22
080 M 15 2C15
230 M 07 11 SMn 28
— 11 SMnPb 28
240 M 07 11 SMn 37
— 11 SMnPb 37
060 A 35 1C35
080 M 46 1C45
070 M 55 1C5
080 A 62 1C60
212 M 36 35520
250A61 60 SiCr 8
150 M 36 —
070 M 26 2C25
150 M 36 =
150 M 28 28 Mn 6
060 A 35 C35G
080 M 46 2C45
070 M 55 2C55
060 A57 C53G
060 A 62 2C60

Reference table of workpiece materials

IHMHEREBSHRE

Tt

Workpiece
Materials

P3
P3 T10
G
CrWMo;
P3 CrWMn;
9CrWMn
P3 5CrNiMo
P3 —
P3 =
P3 —
P3 40CrNiMoA
P3 —
P3 15Cr
P3 35Cr
P3 40Cr
P3 —
P3 —
P3 40Cr
P3 18CrMn
n
P3 30CrMn
P3 50CrVA
P3 35CrMo

AISI/SA—EENHF =/EERETIRTihs

AlISI/SA—Americal Iron and Steel Institute

Society of Automotive Engineer

1.1274

1.1545

1.2067

1.2419

1.2542

1.2713

1.5415

1.5622

1.6511

1.6582

1.6587

1.7015

1.7033

1.7045

1.7035

1.7380

1.7045

1.7131

1.7176

1.7218

1.8159

1.7220

Ck 101 SUP_4
C105W1 —
100Cr6 —
105WCr 6 SKS 31
45WCHV 7 —
55NiCrMoV6  SKT 4
15Mo3  STFA 12240
14Ni6 SL2N26
36 CrNiMo 4 —
34CrNiMo 6 SNCM 447
17CrNiMo6 = SNCM 815
15Cr3 SCr415H
34Cr4 SCr430H
42Cra SCr 440
41Cr4 SCra40(H)
Mo910 =
42Cr4 SCr 440
16MnCr5  SCRA415
55Cr3 SUP 9 (A)
25CrMo4  SCM 420
— SUP 10
34CrMo4 %%’E‘fﬁ%
BS—Z&[ET>

BS—British Standards

1095
W 110

L3

S1
L6
A204 Gr. A
A 350-LF 5
9840

4340

5015
5130 H
5140

5140

ASTM A182
F.22

5140
5115
5155
4130

6150

4137,
4135

XC 100

Y 105

Y100C6

(107 WCr 13)

45WCrV 8
55 NCDV 7
15D3
15N 6
40NCD 3
35NCD 6
18 NCD 6
12C3
32C4
42C4TS

42C4

12CD9;
12CD10

42C4TS
16 MC5
55C3
25CD 4
50Cv4

35CD4

—RRiAT A

EN—European Standards

060 A 96
BWI1A

BL3

BS1
BH 224/5

1501

816 M 40
817 M 40
820A 16
523 M15
530A32
530 A 40

530M40

1501-622
Cr31, 45

530A40
527 M 17
527 A60
T08 A 25
735A50

TO08A37

C100S

C105U

102Cr6

105 WCr 5

45WCrv 8

55 NiCrMoV 7

16 Mo 3

FeE 285 Ni 6

36 CrNiMo 4

34 CrNiMo 6

17 CrNiMo 7

15Cr2

34 Cr4 KD

40 NiCrMo 3

24

40 NiCrMo 3

16 MnCr 5 KD

55Cr3

25 CrMo 4 KD

51Crv4
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Reference table of workpiece materials
THMEERESHERER

| em | es | wm | ow@ | mm | e |
- T T e N

Reference table of workpiece materials
THMEERESHERER

Workpiece

T4

Workpiece

Materials EIEEIS

P3 40CrMoA 1.7223 41CrMo4 | SCM 440 4142 42CD4TS = T708M40 | 41CrMo4 P6 Cr12MoV 12601 X 165 CrMOV X 165 CVMOV
42CrMo; D3
P3 Mo 17225 42CrMo4  SCM 440 H 4140 42CD 4 708A42  42CrMo4 P6 cr12 1.2080 X210Cr12 SKD1 AStaps  Z200C12 BD3 _
P3 15CrMo 1.7262 15CrMo5 | SCM 415 H _ 12CD 4 ~ — P6 _ 1.3343 $6-5-2 SUH3 D3 740CSD10 | 4959BA2 —
7100DCWV
P3 12CrMo 17335  13CrMo44 SFVAF12  AI82-FI1  15CD4.05  1501-621 13 CrMo4-5 P6 M7 1.3348 $2-9-2 _ M7 oo _ HS 2-9-2
GX 6 CrNiMo GX5CrNiMo GX 5 CrNiMo
P3 _ 17361 | 32CrMo 12 _ _ 30CD12 | 72M24 | 32CrMo12 M1 _ 1.4408 e SCS 14 CF-8M o 316C16 S
P4 555i2Mn 1.0904 55Si7  SKH1;SKT4 9255 5557 250A53 55 NiCrMoV 7 M1 oc%gulz 14435 X igcﬂig’b SCS 16 316  Z2CND17.13 316511 X 2l%r§‘é'\"°
1Cr18Ni12 GX 5 CrNi 74 CNDNb GX 5 CrNiMo
P4 v 1.2833 100V 1 SKS 43 W 210 Y1105V BW 2 100V2 M1 e Lasgl | SXSCNI T scs 2 _ A sige1y | G° S
. . 1Cr23Ni13; X 15 CrNiSi Z15CNS X 15 CrNiSi
P4 12CrNi2 15732 14NiCr10  SNC415H 3415 14NC 12 _ — M1 T 1.4828 h SUH 309 309 o 309524 S
. . . 00Cr18Ni1ON: X 2 CrNiN X 2 CrNiN
P4 12CrNi3 1.5752 14 NiCr 14 SNC E 16NC11 | 655M13 | I3NiCri2 M1 T 14311 oo SUS 304 LN 304 78CN18.12 304562 e
P4 20CrNiMo 16523  21NiCrMo2 SNCM 220 H 8620 20NCD2  sosM20 20 NiCrMo M1 0Cr25Ni20; 4 4oy X12CMi - g53105 310S  Z12CN2520 310524  X8CrNi2521
2 KD 2Cr25Ni21 2521
40 NiCrMo 72 40 NiCrMo 0Cr17NiLIMo2; X 5 CrNiMo X6 CrNiMo
P4 — 1.6546 . SNCM 240 8640 40NCD 2 — e M1 OIINTONS  1.4401 oo SUS 316 316  Z6CNDI7AL 316516 | [oooMo
39 CrMoV 0Cr17Ni12 X 5 CrNiMo X6 CrNiMo
P4 — 18523  39CrMoV 139 . — — 897 M 39 0 M1 o 1.4436 H SUS 316 316 Z6CND1712 316516 )oi5 3o
. 00Cr17Ni14 X 2 CrNiMo Z3CND GX 3 CrNiMo
P4 _ 1.5710 36NiCr6 SNC236 3135 35NC6 640A35 111A M1 o 1.4404 ZCrito sus3ieL 3161 o 3512 GO ST
ZGMn13-1; _ OCHI7NiI3Mo; X 2 CrNiMoN Z2CND X 3 CrNiMoN
P6 i 13401  X120Mn12  SCMnH1 A128 Z120M 12 BW 10 M1 e 1 4420 SN sus3i6IN 316LN ey 316562 el
CréWv: X 100 B X2CrNiMoN | SUS 316 Z2CND X 3 CrNiMoN
PG Lo s | 12363 X100CrMov | SKD 12 A251 | Z100CDV5 BA2 ek M1 1.4406 N 053 316 £25NaeserLn | X3S
CrisNi12 X 6 CrNiMoTi . . 76 CNDT X 6 CrNiMoTi
P6 Ccriow 12436 X210CrW12  SKD2 - 7210CW12 _ X 210 Crw 12 M1 o 14571 CTOMOT sus 316 T 316Ti o 320531 S
3CraWeY; M1 00CHONI3 | 14438 X2ICMMO T susairL 317L z2ceNploas  317siz | XSSO
P6 30WCrVo: 12581  X30WCrV93  SKD5 H21 Z30WCV 9 BH 21 xaowen 6ot
5CrMnMo M1 1Cr18Ni9Ti 1.4541 50 SUS 321 321  Z6CNT1810 321S12  X6CrNiTil8
4Cr5MoVSiL; X 40 CrMoV 1Cr18Ni10Ti; X 12 CrNiTi X 10 CrNiTi
PG e 12344  X40CrMoV51  SKD 61 H13 Z40CDV5 BH 13 o M1 B on | L4gTs 55 SUS 321 321 Z6CNT1812 321520 i
Z80WCV Cri7Ni12Mo3 X 10 CrNi
P6 W18Crav 1.3355 $1-8-0-1 SKH 2 T1 s BT1 HS 1-8-0-1 M1 NS Lasg3 rRPCR . 318 - . —
780 WKCV B X 1 NiCrMo Z 1NCDU .
P6 WI1SCr4VCo5 13255  S1-8-1-2-5 SKH 3 T4 s om0 BT4  (HS18115) M1 1.4539 o _ — o 9045132520 X 1 NiCrMoCu
W6Mo5Crav KCV 06-05- -
P6 2Co5 1.3243 S 6-5-2-5 SKH 55 M 35 05-04-02 BM 35 (HS6-5-2-5) M1 1.4003 — — 405 78CA12 405517 _
P6 = 1.5662 X8Ni9 SLINS53 A353 9Ni 509 FeE 490 Ni36
AISI/SA—EENHEF=/ZERETIRRMhs BS— & EH T EN—RUMNARHE

GB—HEIER

GB—Chinese Standard

DIN—EEFEiMES

DIN—German Institute for Standardization

JiIs—BHAETInE

JIS—Japanese Industrial Standards

AISI/SA—Americal Iron and Steel Institute BS—British Standards EN—European Standards

Society of Automotive Engineer
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T4

Workpiece
Materials

M1
M1
M1
M1
M1
M1
M1
M1
M1
M1
M1
M2
M2
M2
M2
M3
M3
K1
K1
K1

K2

K2
bl

00Cr19Nil13
Mo3

1Cr18Ni9Ti

1Cr18Nil0T;
1Cr18Ni9Ti

1Cr18NillNb
1Cr17

0Cr15NiMo2Al

Cr17Nil2
Mo3Nb

0Cr17Ni4
Cu4Nb

OCr17Ni7Al

OCr17Ni7Al

0Cr26Ni5Mo2

HT300

HT350

HT400

QT400-18

Slot Milling Series

—EEHT

GB—Chinese Standard

I |57 >>>

DIN—EEFInES

DIN—German Institute for Standardization

14521

1.4542

1.4438

1.4541

1.4878

1.4550

1.4016

1.4532

1.4583

1.4539;52662

1.4542

1.4568

1.4504

1.4504

1.4568

1.4460

1.4462

0.6030

0.6035

0.6040

0.7033

0.7040

X1CrMoTi182

X2 CrNiMo
18164

X 6 CrNiTi
1810

X 12 CrNiTi
189

X 6 CrNiNb
1810
X6Crl7
X 8 CrNiMoAl
1572

X 10 CrNiMoNb
1812

X 1 NiCrMo
CuN

X 5 CrNiCuNb
164

X7 CrNiAL17 7

X7 CrNiAl
177

X4 CrNiMo
2752

X2 CrNiMoN
2253

GG-30

GG-35

GG- 40

GGG-35.3

GGG-40

JIS—BAT kiR

JIS—Japanese Industrial Standards

SUS317L

SUS 321

SUS 321

SUS 347

SUS 430

SUS 630

SUS 631

SUS 631

SUS 329 J1

SUS 329J 3L

FC 300

FC 350

FCD400

Reference table of workpiece materials

$44400

630

317L

321

321

347

430

15-7 PH

318

630

329

S318 03

A48-45B

A48-50 B

A48-55 B

60-40-18

ZTCNU17-04
Z2CND 19.15
Z6CNT 18.10

Z6CNT 18.12

Z 6 CNNb
18.10

X15D2

Z1NCDU
25-20-5

Z6CNU17.04

X7CrNiAlL7-7,
Z9CNA1T7-07

X7CrNiAll-7;
Z9CNA1T7-07

X2 CrNiMo
25-7-3

Z3CND
22.05 AZ

FGL 300
FGL 350

FGL 400

FCS 400-12

THMRERESHREER

317S12
321512
321520

347S17

430S17;
430518

904S13
2520

301S81

301S81

318S13
Grade 300
Grade 350

Grade 400

SNG 420/12

X3 CrNiMo
18164

X 6 CrNiTi 18

X 10 CrNiTi
1810

X 6 CrNiNb
1810

X 8 CrNiMoAl
U512

X 1 NiCrMoCu

X5 CrNiCuNb
16-4
X 7 CrNiAl
=1

X 7 CrNiAl
177

X 3 CrNiMo
2752

X2 CrNiMoN
2253

GJL-300

GJL-350

GJL-400

GJS-350-22

Reference table of workpiece materials

THMHERESHREER

Tt

Workpiece
Materials

K2
K2 QT500-7

K2 —

K2 QT600-3
K2 QT700-18
K3 -

K3 =

K3 =
K3 —

K3 =

K3 =

K3 —

K3 =

AISlI/SA—XENSF & /EEAFETIZMNE

AlSI/SA—Americal Iron and Steel Institute

Society of Automotive Engineer

0.7050

0.7660

0.7070

0.8145

0.8155

0.8165

0.8145

0.8155

0.8165

0.9620

0.9625

0.9630

0.9635

0.9640

0.9645

0.9650

0.9655

GGG-40.3

GGG-50

GGG-NiCr202

GGG-NiMo137

GGG-60

GGG-70

GTS-45-06

GTS-55-04

GTS-65-02

GTS-35

GTS-65

GTS-70-02

GTS-45-06

GTS-55-04

GTS-65-02
GX 260
NiCr 42

G-X 330
NiCr 42

G-X 300
CrNiSi 95 2

G-X 300
CrMo 153

G-X'300
CrMoNi 1521

GX 260
CrMoNi 2021

GX 260
Cr27

G-X 300
CrMo 271

FCD500

FCD600

FCD700

FCMP440

FCMP490

FCMP540

FCMB310

FCMW330

FCMP540

FCMP690

FCMP440

FCMP490

FCMP 540

0512-00

0513-00

0457-00

0466-00

BS—EEfTE
BS—British Standards

FGS 370-17 = SNG 370/17
80-55-06 FGS 500-7 SNG 500/7
A43D2 S-NC202 Grade S6
— L-MN 137 L-NiMn 137
— FGS 600-3 SNG 600/3
100-70-03 FGS 700-2 SNG 700/2
40010 P 45-06 P 440/7
50005 P 55-04 P 510/4
70003 P 65-02 P 570/3
— MN 32-8 56 1/3
GTS-35 MN 35-10 B 340/12
GTS-65 MP60-3 P 570/3
GTS-70-02 MN 700-2 P 690/2
40010 P 45-06 P 440/7
50005 P 55-04 P 510/4
70003 P 65-02 P 570/3
A532 1B
NiCr-LC - -
A532 1A FB Ni 4
NiCr-HC Cr2 HC -
A 532 1D
Ni-HiCr - -
A 532 11IC15%
CrMo-HC - -
A 532 11D20%
CrMo-HC - -
A 532 11A25%
Cr - -
A 532 11A25%
Cr _ —
EN—RMATRE

EN—European Standards

MN 450 - 6

MN 550-4

MN 650-3

MN 450 - 6

MN 550-4

MN 650-3
GJH-X260Ni
Cr4-2

GJH-X330Ni
Cr4-2

GJH-X300
Cr NiSi 9-5-2

GJH-X300
CrMo 15-3

GJH-X300
CrMoNi 15-2-1

GJH-X260
CrMoNi 20-2-1

GJH-X260
Cr27

GJH-X300
CrMo 27-1
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Mold industry solutions Automotive Industry Solutions

HE S 2
= Face milling Turn-broaching tool
FEsRAC B R B §

Rough milling contour and cavity

MFSD16Z5!iR# 455457

MFSD16 series fast feed milling cutter

HHETE

Rough milling plane

—M FSN45 2 5Bt 7]

FSN45 series face milling cutter disc

SNEU+MFSN45 SN, SREEER L TIEIR,
Eta R R EERER TR TIRARERE, BRMIR I
LIFEREINT REEMERMIT
sc with grinding blades
and fine macl

Noooooo-oo

KBt GaiE

Precision milling product surface

—H20&RFIIRK 7 $%£7]

H20 series ball-nose end mill

EIRIT

Clean-up machining

——MPRDOORFINER AR EET]
MPRDOO series small diameter imitation
milling cutter

EIRIT

Clean-up maci g

-

—P20RSIEBk 7]

omer radius end mill

;

.-

FLinT SHFLAIT Shs%

Hole processing Oil hole processing External milling
D203E BN T sk M A 45 IEtEs BIERRGTIR , BEEERTIA,
D20 universal machining drill Hll_gv‘l‘\ pé:rl'of:nauce tap 75’?&?'_.'3;@%?%%5, Q*E#M%) W 1%'1[ERT_|-*,%EQ

RFLIAHEB IR FenEim, BRTIREL , B

ustomization

ion ultra d voth disc, high-precision grinding
onal stability.
n, reduced tool ¢ s, and lower costs

hole inter:

D PEEEEEEEEs

full groove pol.

and smooth chip removal.

#HsEFL

Coarse hole drill
THERZIUS

TH seri

7]

Precision milling plane

MFSE45 25t 7]

MFSE45 series face milling cutter
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List of Indexable Milling Tools

)1 e

Type

i3

Face milling

TIRZT

Cutter

MFSD16

ER7IR RN
Inserts and
Approach angle

SDMT120512
SDMT150512

PR ASIE
Application

BE TP KEMRIEELES mBEM T, BESEIMRK
BOHEE 8, ] AT AR REEH RN Lo

Suitable for cavity milling, surface milling, and
other processing of materials such as P and K,

It can also be used for spiral interpolation milling
machining.

P192

MFHN45

LBEFEESRIIART.
2 WENARTIR, £ 1240817, AR RES
HISRIE,

1 1.High economic surface milling tool series.

2.Double sided hexagonal insert with atotal of 12
cutting edges and high strength.

P208

MFSE45

1LIEBCREEREREDILAZ20° FATIR, TIEI3N
2 82STEREEMN, TNRERAE, BETEIHIM I,

1.Equipped with precision molded quadrilateral
20 ° back angle inserts, the cutting force is small;
2.Screw type compression structure, convenient
tool clamping, suitable for light cutting processing

P203

MFSN45

SNMU1206ANN

1R RRERMIOR A RTIR, TIHEER;
2EETFP.M KEFMRBE ST, 2@BAMIN
EETIRET,

1.Equipped with precision molded quadrilateral
negative angle inserts, cutting is light and fast;
2.Suitable for surface milling of materials such as
P, M, K and so on, it is the preferred tool series for
general machining.

P205

T RE

Type

B
Shoulder
milling

ASER |
Cutter

MSAP90

ERA71R RN
Inserts and
Approach angle

APMT1135PDER
APMT1604PDER

FERAHE
Application

LiBRRSBHHITIRET,
2 ERATFP K NEMEET5 B G RES. TE
HEFMT,

1.Universal shoulder milling tool series.

2.Suitable for square shoulder milling, slot
milling, slope milling, flat milling and other
processing of materials such as P, K, and N.

P172

MSWN90

WNMU04
WNMUO06
WNMUO08

. | 1.Economical shoulder milling cutter series,

LEFBRMIRT, BEAERERRETI T
2. TIREMRE, RS R SEREFR EX 87
B,

paired with precision molded grade double-sided
6-blade inserts.

2Thetool positioning is stable, and the cutting
process is reliable. There are rod shaped and
sleeve shaped tool options available.

P183

MSXN90

1EFRBRHRIIZRY, IR EERNEe T TIH
2. TIEEMIRE, VIHIE 2 5.

1.Economical shoulder milling cutter series,
paired with precision grinding grade double-sided
6-blade inserts.

P185

MFSN88

|| ;.-é'l—. 1
—;'

SNMU1206ZNEN

1L EREERERMILFARTIR, TR ERE.
2 R FTRFLERN, BETP.M KEMRIEER
E#EINT,

1.Equipped with precision molded quadrilateral
negative angle inserts, cutting is stable;
2.Balancing economy and versatility, suitable for
surface milling of materials such as P, M, K

and soon.

P206

|63 >>>

ARz EEH
Profile
Milling

MPRDO0

LIEE TP KSR R R R0 Lo
27IRERFE, JATFE. tE K2 T,

1.Suitable for processing P, K type materials and
hardened materials.

2.The tool diameter is rich and can be used for
machining flat surfaces, curved surfaces, and
cavities

P188

MPRPOO

\ & & \e\8

LEETFP.M KEMEBIIN T,
2.7IRERFE, TRTTE. tE A EEm T,

1.Suitable for processing materials such as P, M,
K, etc.

2.The tool diameter is rich and can be used for
machining flat surfaces, curved surfaces, and
cavities.

P190
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List of brand names

TU5250

AEEE

Coating Type

PVD

I A&

Processing Purpose

ML

Material Structure

B

Characteristic

RABMEENEREEEEM PVD TIAINGKRR,
RIS REMSMELE, MAEE .
ERT WM. FEWMETEMEEERMTI.

Adopting a hard alloy substrate with high wear
resistance and PVD TiAIN nano coating, it balances
high strength and high wear resistance, and has a
wide range of applications.

Suitable for general processing of materials such as
steel, stainless steel, and cast iron.

Bt

Coating Colour

TP5250

PVD

RAMERBENRFRIBEAFIFIPYD AICrNAK R
B, RE RFNMEL IMERAREN, sTUSERR
BT RAFREMT,

ERTF MO RERN T,

By using a matrix material with excellent deformation
resistance and PVD AICrN nano coating, it has good
wear resistance, toughness, and thermal stability, and
can achieve stable processing under different working
conditions.

Suitable for general processing of steel materials.

TM5250

PVD

FAEEEMARBEREEEMFMPYD TIAIN/TiSING
KREZBRE, BE RFHNTHEE. SR AREM, 7]
WSS AR TR EM T,
ERATAEMHEERMI.

The use of high-strength fine-grained hard alloy matrix
and PVD TiAIN/TiSiN nano multilayer coating has good
wear resistance, toughness, and thermal stability,
which can achieve stable processing under different
working conditions.

Suitable for general processing of stainless steel
materials.

TK6150

CvD

REAFATRTICN, REALOHITINGRE, i T A
MEBERETEN, RITHERERGTR7IE, FIEM
IMiREtSENIE;

ERTHEHSMEBAMI.

Using fine medium temperature TiCN, medium

thickness Al20s, and TiN coatings, combined with a
dedicated fine-grained hard alloy substrate, to balance
wear resistance and anti chipping performance,
ensuring stability and efficiency in processing;
Suitable for general processing of cast iron materials.

TR FEERAEE Coated Carbides
Workpiece
material
P01
P10
P20
P30
i
Steel P40
P50
MO1
M10 ) o
o o
M20 1 o
N n
M30 S =
AHEN - -
Stairﬁ'ess M40 — —
steel M50
K01
K10
K20
S K30
Castiron
K40
NO1
N10
N20
BaxE
Non-ferrous N30
metal
N40
S01
S S10
S20
BRaS s30
temperature
alloy S40
HO1
H10
S E H20
High hardness
alloy H30

TH5150

PVD

BARNIER A EEAERLPVDAKRE SERFE,
REBNANKIESIEYE;
ERTF 55HRC W LB RS I F A5 I THEHl.

Ultra fine grain hard alloy substrate combined with
PVD nanocomposite hard coating, possessing high
oxidation resistance and red hardness;

Suitable for precision to semi precision milling of
high hardness steel above 55HRC.

|65 >>>
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ISO Milling Indexable Inserts Identification System

A Fopar = e 3 q N W — a0 @ k\k [=] \f.'é\,’ 'g M \A— = . - iy — .
@ FZIRFS Shape symbol JEfAT5S Relief angle symbol @ KEHS Precision symbol Le;é %@ii‘;{zol W{pgrfrz:feﬂ E&Sﬁq’;l @ JIRHRTS @ A EFFS direction symbol
= = INERE/N SR/ =170 i i
24k Shape (i ' NS | DRBEAE REEAZ MiEEAE e *iRA 32 | ERTRRTE Major cutting edge symbol = —
= AR : P Symbol Gl Rellefangle Symbol | Corner Height Tolerance | Thickness Tolerance | I.C.dia. Tolerance Symbol Lead Angle Si-rjnfol V\fllpjienrjl?e’la_leﬁ;ii?le ) g gesy "s symbol 737 direction
C ETRH80° Rhombic apex angle 80 A 30 _ A +0.025 A 45° A 30 .
D ETRA55° Rhombic apex angle 55 Ax +0.005 N R A right
E EMIRMAT5° Rhombic apex angle 75 B 50 F +0.13 D 60 B 5 r
F EMIRF50° Rhombic apex angle 50 c +0.025 E 75° C 7° s sh
A o : + T 0. 1| 774
M ERZI0/86° Rhombic apex angle 86 C 7 _ 40.013 +0.025 F 80° D 15° 71 Sharp edge L I left
vV ZEFTNFA35° Rhombic apex angle 35 il H +0.13 5 5
W AT - Hexagonal apex angle D 15° _ P 90 E 20 ) )
H EfR Regular hexagon A E z Hfth Other F 25° E N F 751 no direction
” +0.025 +0.025 "
o) IE/\f# Regular octagon E 20° - G 4013 G 30 RETEE R anele arindin
P ER AR Regular pentagon . o & gleg g CIT
T IE=f3# Equilateral triangle E 25° '- J +0.005 N
S IE/A# Square J P 11°
L , K757 Rectangle G 30° ‘ K +0.013 +0.025 7 HhOther T
A THTBAIGES' Parallelogramfs L +0.025 +0.05~%0.15 7.8 TI%R tool nose {EI#% chamfering r‘|>
B F4TMEiAAZ82° Parallelogram82 N 0° m Be L e EL
K PATMIAA55° Parallelogram55 - M +0.13 symbol| cornerradius [symbol| cornerradius
R B Circular p 11° - +0.08~+0.18 02 0.2 16 1.6 -
X Eifts Other G N +0.025 04 0.4 20 2.0 s .
SR FATILAR TR R 08 0.8 24 2.4 {2k +RHTEE
Diamonds and parallelograms with acute apex angles Y HfOther u 10.13~£0.38 +0.13 £0.08~£0.25 12 1.2 30 3.0 chamfering+R angle grinding

PNEEDBE BC

® [EETFS Thickness Symbol

ay @ @

FEEI2EH!

@ 1&.7L%5 5 Hole/Chip breaker Symbol G HIKEFS

@7)OXE
Cutting Edge Type

ONABFHE

#e | B%A FLEGREAR R 1E AR Edge Length Symbol R

Tvpe of Chip Breaker

Application Occasions

Symbol Hole Hole Shape Chipbreaker Shape Symbol Thickness
N 7 Without
01 1.59
HifE 0°, EARAY b=l
R_| without #1 Singlesided ) 4f 0°, TR ) nmE
T1 1.98 H ERNT Heavy load cutting front rake angle, flat plate type Negative chamfer
F Y& Doublesided
A 7 Without 02 2.38 - —
EEFL - - Fif1°E10° =
M Cylindrical hole S Singlesided T2 2.78 2 front rake angle1°to10° 2 Zero degree chamfer
6 X Doublesided 03 318 R #H/1T Rough cutting
W EHE7L8E40°-60°|  F Without :
T With Holeand | %E Singlesided FHIAL11°ELY° IEffEIE
One Countersink40°-60' Ingleside T3 3.97 front rake angle11°t019° Positive Chamfer

Q & | BEFLINE40°-60°| 7 Without

With With Hole and - 04 4.76
u Doublesided40°-60° | X Doublesided M thZ 0T Medium cutting

— oz o
B EHALEET0°-90°| & Without 05 5.56 ERIFA20°E25 it
With Hole and - - front rake angle20°to25° No chamfer
H One Countersink70>-90°| 2 Singlesided 06 6.35
¢ EFLWE70°-90°| % Without - .
i . . .. Ak ) B IS

J Dom‘:\kl;ltehs:-él:lt;e‘?()rgo° XXiE Doublesided F ¥ Fine machining EFIAKRT25 ) HE7IO
X 09 9.525 front rake angle25 Shock-absorbing blade edge

|67 >>>
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Milling Toos Identification System

@mIAMilling Tool Type

@ JIK AR Insert Shape

85°Rhombic

80°Rhombic

®71F Iaf3 Insert Clearance Angle

1E7Ni472 Hexagonal

@ O3 Type of Coupling

ABUZEA Type

® $#0OHE1R Coupling Size

22 22mm

OERIZTIKE

Cutting Edge Length

12 12mm

K57 Rectangle

BEYEMB Type

1IE/\iZIftZ Octagon

E# Round

CEUZEMCType

@ORREN

Internal cooling structure

C A% With

JIE4E ) Pad structure

X HIJE With

Mk Face Milling MF
FiE%E Shoulder Milling MS
iR $E Profile Milling MP
&%t Slot Milling MG
¥t Chamfer Milling MmC
IR $% Helical Milling MH

IE=ff Triangle

DEUZEMD Type

THANLEE
Without (default)

R TIREE
Without (default)

BkB! Hexagonal

MF

@ E{®fA Lead Angle

45 45

G7AIEER
Cutting Diameter

063 63mm

N 0°
B 5°
C 7
P 11°
D 15°
E 20°
F 25°

$2473% 1 Threaded Interface

®

® 7875 ™ Cutting Direction

®

ELH
Left Hand

=E7)ERE
Three sided blade: slot width

s—— 160 >>>

AHIEEE

Right Hand(Default)

10 5% No. of teeth

5T 5i5

@ ©) iE) @
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Milling Toos Identification System

@pNTAMilling Tool Type

@ 71K #23K Insert Shape

® 71K &£ Insert Clearance Angle

@ O3 Type of Coupling

© 5% No. of teeth

3T 3

B

P B Straight Shank
w BIFEH Weldon Shank
BT BTE4%O BT Type

OIEI T E
Cutting Edge Length

12 12mm

mE#% Face Milling MF A 85°Rhombic
C 80°Rhombic
Bt Shoulder Milling MS
H 1E7\iB7 Hexagonal
it Profile Milling MP
L K7 Rectangle
&%t Slot Milling MG o IE/\i&1fiz Octagon
R &7 Round
¥t Chamfer Milling MC
T EE=fR Triangle
YEHEIL$E Helical Milling MH
w #kBY Hexagonal

MS

@ @ ® @

GNATIFER
Cutting Diameter

@ E{®fA Lead Angle

90 90 063 63mm

N 0°
B 5°
C 7
P 1r°
D 15°
E 20°
F 25°

® $##OE1R Coupling Size

20 20mm

RS EH

Internal cooling structure

C HHA% With

THERLEE
Without (default)

CORFMKE

Working Length

50

50mm

—E7ERE
Three sided blade: slot width

7] >>>

® ® @ ©) 5
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List of Milling inserts

R % BERF
classification Model series
APMT-H33 APMT-M20 APMT-H20 APMT-H10 JDMT-M32 BPMT-M23 BPMT-M23 APGT-G2
7¥:11/16 71H:11/16 71H:11/16 71H:11/16 707 7111 716 71¥:11/16
Lo . B, BN BN - BN o . o Qe
BEABHRT —— - = 8 .
Single sided square
shoulder milling TPKT-M42 TPGT-M32 YPHW ADKT-32 SDKT
series 7]$:10/15 71K:15 7]%:10 71,05 7]%K:13
6 6 o o B8
ANKT-M42 WNMU-M43 WNMU-M42 XNEX-M53 LNPU-M42 LNHU TNGX
WEHBHET 7J#:04/06/10 | 714:04/06/08 TIH:04 711€:04/08 711 7146:09/13/16 716
Double sided square
shoulder milling o ; LO-
series ﬁl \ﬁ B
RCMT-R11 RDMW-R11 RDMW-R11 RDMW-R11 RPMW-H33 RPMT-M32 RPMT-H33 RCET
(BRSEES 71#:06 714:05 7110 71#:12/16 71#:10 71#:10/12 7112 712
7 7R
Profile milling e = " @
series i p o 0" )
©  © 0 ® 0O | O C
SDMT-M32 SOMT-M30 SBMT PDMT EPNW LPGT
AR R 71#:12/15 71#:10/14 71%:13 71#:09 71%:06 71%:01
Single Sided High- . .
feed Milling Series ﬁ E 5 @ (o e
LNMU-M42 BLMP-M42 LOGU-M32
WERHLA 25 71#:02/03 714#:06/09 71#:03
Double Sided High-
feed Milling Series 0l o [ @ |
SEGR-M33 SEMR-M33 SEET-M31 SEKT-M33 SEMT-M33 OFMT-M32
BEEG RS 71#:12/15 71#:12/15 7]#:13 7312 7113 7107
Single sided face - S
o' @ @ 0 000
SNMU-M32 SNMU-M31 SNMU-M33 PNMU-M33 HNMU-M32 HNGU-M32 ONMX-M42 ONGU-M42
713 712 7112 71109 71109 7JH:09 71106 71#:08
D°“!Tll? sided face SNEU-M13 XNMX LNMT
MINg series 71112 7)H:07 71H:11/15

o

BHRT!
Slot milling series

MPHT-M32

714:06/08/12

ol

I 73 >>>

75 I8 $7eHl

Shoulder Milling

MSAPOORFIstTIH

MFSAP90 series

BORR | zmyp

T8

wRF

R 7% | B4R Dimension (mm) | APMX Tvpe of
Ordering Code Teeth D d H | w > (mm) Cgt?pling Insert | Screw | wrench | Stock
MSAP90-040A16-4T11 4 40 16 | 40 (8.4 | 5.6 9 A o
MSAP90-050A22-5T11 | 5 50 | 22 | 40 [10.4[63| 9 A AP;"J;;“ M2.5*7 | T8 °
MSAP90-063A22-6T11 6 63 22 | 50 (10.4 | 6.3 9 A o
MSAP90-050A22-4T16 4 50 | 22 | 40 (104 | 6.3 14 A o
MSAP90-063A22-5T16 5 63 22 | 50 (104 | 6.3 14 A o
MSAP90-080A27-6T16 6 80 | 27 | 50 (124 | 7.0 14 A APMT1604 . o
PDER M4*9 T15
MSAP90-100B32-7T16 7 100 | 32 | 63 |14.4| 8.0 14 B o
MSAP90-125B40-8T16 8 125 | 40 | 63 |16.4| 9.0 14 B o
MSAP90-160C40-10T16 10 160 | 40 63 (16.4| 9.0 14 C o

@ tREEREStock O FFliTAvailable Upon Order
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Shoulder Milling

MSAP90RFISkTI#F

MSAP90 series

T8

RF

R T8k EHZAR~FDimension (mm) APMX ERIR EE
Ordering Code Teeth dc dm L1 L (mm) Insert Screw wrench | Stock
MSAP90-1640P16-2T11| 2 16 | 16 | 40 | 120 9 o
MSAP90-1655P16-2T11| 2 16 | 16 | 55 | 160 9 o
MSAP90-2040P20-3T11| 3 20 | 20 | 40 | 120 9 d
MSAP90-2055P20-3T11| 3 20 | 20 | 55 | 160 9 APMTLI35 | > seq T8 d
MSAP90-2155P20-3T11| 3 21 | 20 | 55 | 160 9 PDER d
MSAP90-2180P20-3T11| 3 21 | 20 | 80 | 200 9 d
MSAP90-2555P25-4T11| 4 25 | 25 | 55 | 160 9 d
MSAP90-2580P25-4T11| 4 25 | 25 | 80 | 200 9 L
MSAP90-2555P25-2T16 | 2 25 | 25 | 55 | 160 14 L
MSAP90-2580P25-2T16 | 2 25 | 25 | 80 | 200 14 APMT1604 MA*9 Tis d
MSAP90-3255P32-3T16 | 3 32 | 32 | 55 | 160 14 PDER L
MSAP90-3280P32-3T16| 3 32 | 32 | 80 | 200 14 o

@ tREEREStock O FEFliTAvailable Upon Order

|75 >>>

75 I8 $eHl

Shoulder Milling

APLIT

=]

TIR 4N TRES EZAR~F Dimensions (mm) CVD | BRE
Insert shape | Specification/item w S b) TU5250 | TP5250 | TM5250 | TK6150
APMT113504R-H2 | 11.29 | 6.15 3.5 2.8 0.4 [ () [
APMT1135PDER-H20 | 11.29 | 6.15 3.5 2.8 0.8 [ [ [
APMT113512R-H2 | 11.29 | 6.15 3.5 2.8 1.2 [ [ [
APMT113516R-H2 | 11.29 | 6.15 3.5 2.8 1.6 o () (]
APMT113520ER-H2 | 11.29 | 6.15 3.5 2.8 2 (] o ®
a APMT160404R-H2 | 17.25 | 9.25 | 4.76 4.4 0.4 ([ ([ [ J
APMT1604PDER-H20 | 17.25 | 9.25 | 4.76 4.4 0.8 [ () [
APMT160412R-H2 | 17.25 | 9.25 | 4.76 4.4 1.2 [ [ [
APMT160416R-H2 | 17.25 | 9.25 | 4.76 4.4 1.6 [ [ [
APMT160420R-H2 | 17.25 | 9.25 | 4.76 4.4 2 () () ()
APMT160430R-H2 | 17.25 | 9.25 | 4.76 4.4 3 [ ] o o
.@{_ APMT1135PDER-H33 | 11.29 | 6.17 3.5 2.8 0.8 o o [
“SLS=UC | APMT1604PDER-H33 | 17.32 | 932 | 525 | 4.4 0.8 ] [ ] [ ]
APMT1135PDER-M20 | 11.27 | 6.16 3.5 2.8 0.8 o o o
"m APMT1604PDER-M20 | 17.25 | 9.24 | 4.75 4.4 0.8 [ [ [
APMT1135PDER-H10 | 11.16 | 6.26 3.5 2.85 0.8 o () (]
"m APMT1604PDER-H10 | 17.25 | 9.31 | 4.76 4.5 0.8 (] o ®
_ APGT1135PDER-G2 | 11.26 | 6.16 3.5 2.8 0.8 )
@ APGT1604PDER-G2 | 17.16 | 9.26 | 4.76 4.6 0.8 )

@ REETFEStock O FEFiTAvailable Upon Order
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Shoulder Milling

BPMT

TIR 5N TRES

Insert shape | Specification/ltem

EZ<R~F Dimensions (mm)

W

S

d

TU5250

TP5250

CvD

TM5250 TK6150

O | BpwTiss0sERM23 | 1116 | 634 | 35 | 285 | 08 ° ® °
BPMT160408ER-M23 | 155 | 12.7 | 476 | 516 | 0.8 [ ® ®
BPMT160412ER-M23 | 155 | 12.7 | 476 | 516 | 1.2 [ ® ®

Sk | BPMT160416ER-M23 | 155 | 127 | 635 | 516 | 12 [ ® ®
BPMT160420ER-M23 | 155 | 12.7 | 6.35 | 5.16 2 [ ® [
BPMT160430ER-M23 | 15.5 | 12.7 | 6.35 | 5.16 3 [ o ®

@ tREEREStock O FiTAvailable Upon Order

77 >>>

75 I8 $eHl

Shoulder Milling

MSJD90AR 5%
MSJD90 series 7)7 ?EEFF / *‘F }.

VALY 22

LilE=) Ak EH7AR~tDimension (mm)

Ordering Code Teeth

dm

L1

L

APMX

(mm)

MSJD90-0820P10-1T07 1 8 10 20 120 7
MSJD90-0920P10-1T07 1 9 10 20 120 7
MSJD90-1020P10-2T07 2 10 10 20 120 7
MSJD90-1120P11-2T07 2 11 10 20 120 7
MSJD90-1225P12-2T07 2 12 12 25 120 7
MSJD90-1225P12-3T07 3 12 12 25 120 7
MSJD90-1325P12-2T07 2 13 12 25 120 7
MSJD90-1325P12-3T07 3 13 12 25 120 7
MSJD90-1430P14-3T07 3 14 14 30 150 7
MSJD90-1560P15-3T07 3 15 15 60 150 7
MSJD90-1660P16-4T07 4 16 16 60 150 7
MSJD90-1730P16-4T07 4 17 16 30 160 7
MSJD90-2060P20-5T07 5 20 20 60 160 7
MSJD90-2130P20-5T07 5 21 20 30 160 7

ERTR
Insert

JDMTO0702

Screw

M1.8*4

wrench | Stock

T5

©)

O|0|O0|O0|0|O[O|O0[0|0]O|0|0O

@ TREERFStock O FFiiTAvailable Upon Order

JDMT

TIRIME JIRES
Insert shape | Specification/Item

EZAR~F Dimensions (mm)

W S d TU5250 TP5250 TM5250 TK6150
JDMTO070204R-M32 | 7.1 425 | 2.46 2 0.4 o [ ®
JDMTO070208R-M32 | 7.1 4.25 2.46 2 0.8 o o o

@ IREEFStock O FHftiTAvailable Upon Order
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Shoulder Milling Shoulder Milling
MSTP9O0 5%t 7] 8 B g5 11
MSTP90 series [u__ﬁ_liﬁj | Y P H W A\ /7 Y

e 7% | BARFDimension (mm) | ApMmx AR ; TR g TIE9ME JIERE EZA&R~F Dimensions (mm)

Typeof

Ordering Code Teeth | p d!l Hlw p | (mm) Coupling Screw wrench | Stock Insert shape | Specification/Item w S d

TU5250 TP5250 TM5250 TK6150

MSTP90-040A16-5T10 | 5 | 40 | 16 | 40 |84 |56 | 7 O

st | 5 Lo | on | ew Fonl 6l v | o | mas | T8 o 08 |veHwioososzer-m42| 1038 | 62 | 345 | 3 | 08 ° ° °
MSTP90-063A22-8T10 | 8 | 63 | 22 | 40 |104| 63| 7 | A O

MSTP90-050A22-5T15 | 5 | 50 | 22 | 45 [104 63| 11 | A O

MSTP90-063A22-6T15 6 63 | 22 | 45 |104| 63| 11 A O @ REEFStock O FHftiTAvailable Upon Order

MSTP90-080A27-8T15 | 8 | 80 | 27 | 50 |12.4| 7.0 | 11 | A O

MSTP90-100832-8T15 | 8 | 100 32 | 55 [14.4]80| 11 | B | [P o wao | 115 | O

MSTP90-125B40-12T15| 12 | 125 40 | 55 [164|9.0| 11 | B O

MSTP90-160C40-14T15| 14 | 160 | 40 | 55 [16.4| 9.0 | 11 | C O

MSTP90-200C60-16T15| 16 | 200 | 60 | 63 |25.7| 14 | 11 | C O

@ TREEEStock O FEFiliTAvailable Upon Order A D K I

TIE M ERs E2 Rt Dimensions (mm) VD \
T P T Insert shape | Specification/Item w S d TU5250 | TP5250 | TM5250 | TK6150
-H ADKT050204PDER-M32 6.5 3.74 2.15 1.9 0.4 ) () ()
TIR M2 NRES EHZAAR~F Dimensions (mm)
Insert shape | Specification/Item IC TU5250 TP5250 TM5250 TK6150 @ IEEEStock O EfniTAvailable Upon Order
E TPKT100408-M42 6.9 4 0.8 [ ) [ ) [ )
| TPKT150508-M42 10.7 5 0.8 [ ) ([ ] ([ )
TPGT100408-M32 6.9 4 0.8 [ ] [} [ )
F& TPGT150508-M32 10.7 5 0.8 [ ) [ ) ([ )

@ IREEFStock O FHFtiTAvailable Upon Order
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Shoulder Milling

MSSDO0RFIkTIE

MSSD90 series

| EaR~Dimension (mm) | ApMx [ECHE

ERTR
Typeof

S UAE:

Ordering Code Teeth ' p | g | 0 | w P (MM cging  Insert

MSSD90-050A22-4T13 | 4 50 | 22| 40 |10.4| 6.3 | 13 A
MSSD90-063A22-5T13 | 5 63 | 22| 40 [10.4| 63| 13 A
MSSD90-080B27-6T13 | 6 80 | 27| 50 [12.4| 7 | 13 B SDKT
MSSD90-100B32-8T13 8 100 | 32| 50 |14.4| 8 | 13 B 13T3PEER
MSSD90-125B40-10T13| 10 |125| 40| 63 |16.4| 9 | 13 B
MSSD90-160B40-10T13| 10 |160| 40| 63 |16.4| 9 | 13 B

YAt 22

Screw

M4*11

wrench

T15

@ tREEREStock O EFliTAvailable Upon Order

SDKT

TIRME EZAR~F Dimensions (mm)

TIRES

Insert shape | Specification/Item S d TU5250

u SDKT13T3PEER-M32 13.6 4 4.4 0.8 ()

TP5250

TM5250

TK6150

@ REEEStock O FEfiTAvailable Upon Order

e | 8] >>>

7 I8 $eHl

Shoulder Milling

MSAN90 %

MSAN9O0 series

===—am

R 7% | BZAR<Dimension (mm) T84 eSS B
Ordering Code Teeth de | dm | L1 L Screw wrench | Stock
MSAN90-0920P10-2T04 2 9 10 | 20 | 100 4 O
MSAN90-1022P10-2T04 2 10 10 | 22 | 100 4 O
MSAN90-1120P10-2T04 2 11 10| 20 | 75 4 O
MSAN90-1120P10-2T04 2 11 10 | 20 | 100 4 O
MSAN90-1220P10-2T04 2 12 10| 20 | 75 4 O
MSAN90-1225P12-3T04 3 12 12 | 25 | 100 4 O
MSAN90-1320P10-3T04 3 13 10 | 20 | 100 4 0 f(yz}éZR M2*4 T6 O
MSAN90-1325P12-3T04 3 13 12 | 25 | 100 4 O
MSAN90-1420P10-3T04 3 14 10 20 75 4 O
MSAN90-1430P14-3T04 3 14 14 | 30 | 100 4 O
MSAN90-1520P10-3T04 3 15 10| 20 | 75 4 O
MSAN90-1535P16-3T04 3 15 16 35 | 100 4 O
MSAN90-1620P10-4T04 4 16 10| 20 | 75 4 O
MSAN90-1635P16-4T04 4 16 16 | 35 | 100 4 O
MSAN90-1630P15-2T06 2 16 15 | 30 | 120 6 O
MSAN90-1635P16-2T06 2 16 16 | 35 | 160 6 O
MSAN90-1630P16-2T06 2 16 16 | 30 | 120 6 @)
MSAN90-1635P16-2T06 2 16 16 | 35 | 150 6 O
MSAN90-1730P16-2T06 2 17 16 | 30 | 120 6 ANKT M3*8 T8 O
MSAN90-1735P16-2T06| 2 17 | 16 | 35 | 160 6 060308R @)
MSAN90-1835P16-2T06 2 18 16 | 35 | 160 6 @)
MSAN90-2030P16-3T06 3 20 16 | 30 | 120 6 @)
MSAN90-2035P16-3T06 3 20 16 | 35 | 160 6 @)
MSAN90-2030P20-3T06 3 20 20 | 30 | 120 6 O

@ IREREFStock O FHFftiTAvailable Upon Order
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75 I8 $eHl

Shoulder Milling

MSANO9O R FIEkTI#F

MSAN9O series

oS

Ordering Code

TIE
EE)

dc

dm

L1

EHZAR~FDimension (mm)

L

MSAN90-2035P20-3T06 3 20 20 35 160 6
MSAN90-2040P20-3T06 3 20 20 40 200 6
MSAN90-2130P20-3T06 3 21 20 30 120 6
MSAN90-2135P20-3T06 3 21 20 55 160 6
MSAN90-2140P20-3T06 3 21 20 40 200 6
MSAN90-2235P20-3T06 3 22 20 35 160 6
MSAN90-2335P20-3T06 3 23 20 35 160 6
MSAN90-2435P20-3T06 3 24 20 35 160 6
MSAN90-2535P20-4T06 4 25 20 35 160 6
MSAN90-2535P24-4T06 4 25 24 35 160 6
MSAN90-2540P24-4T06 4 25 24 40 200 6
MSAN90-2535P25-4T06 4 25 25 35 160 6
MSAN90-2540P25-4T06 4 25 25 40 200 6
MSAN90-2635P25-4T06 4 26 25 35 160 6
MSAN90-2640P25-4T06 4 26 25 40 200 6
MSAN90-2835P25-4T06 4 28 25 35 160 6
MSAN90-3035P25-4T06 4 30 25 35 160 6
MSAN90-3240P32-4T06 4 32 32 35 150 6
MSAN90-3240P32-4T06 4 32 32 40 200 6
MSAN90-3535P32-4T06 4 35 32 35 160 6
MSAN90-3540P32-4T06 4 35 32 40 200 6
MSAN90-4035P32-5T06 5 40 32 35 160 6
MSAN90-4040P32-5T06 5 40 32 40 200 6

ERTIA

Insert

ANKT
060308R

TR 82
Screw

M3*8

RF

T8

FEF

wrench | Stock

O

OO0 0100000000 |0 |00 0[O0 |O0|0[O|0|0

@ TREEREStock O FEFliTAvailable Upon Order

e 183 >>>

75 I8 $eHl

Shoulder Milling

MSAN9OZRFIkTI#

MSAN9O series

EZARfDimension (mm) | APMX| f£Ofsst

B ERTIA TR1ge | RF
Ordering Code D | d H|w | P | (mm) Typeof Insert Screw | wrench | Stock
MSAN90-035A16-5T06 5 35| 16 | 40 |84 | 7 6 O
MSAN90-040A16-6T06 6 40 16 40 | 8.4 7 6 O
MSAN90-050A22-6T06 6 50 | 22 40 (104 7 6 O
ANKT060308R| M3*8 T8
MSAN90-063A22-8T06 8 63 | 22 40 (104 7 6 O
MSAN90-080A27-10T06 10 80 | 27 50 |12.4| 7 6 O
MSAN90-100A32-12T06 12 100 | 32 50 (144 9 6 O
@ 1 EEEStock O FEftiTAvailable Upon Order
i
3

TSN

g

TRES EZAR~F Dimensions (mm)

Insert shape | Specification/Item IC S TU5250 | TP5250 | TM5250 | TK6150
ANKT040204R-M42 4 2.57 0.4 [ ) o ([
ANKT060308R-M42 6.6 3.65 0.8 ) L o
ANKT100507R-M42 9.5 5.76 0.7 [ ) [ ) (]

@ IREEEStock O FfiTAvailable Upon Order
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75 I8 $eHl 75 I8 $eHl

Shoulder Milling Shoulder Milling

MSWN9O0Z 5 &k T8 PR MSWNOO R FI sk I+

| =
MSWNO9O series (0} ’ﬂ | MSWNO9O series

e T EZARDimension (mm) | APMX | fEOfsst | BERJIN | 7IR184 | KkF =) T EZAR<Dimension (mm) ERTIE TRy | RE B

Ordering Code Teeth | p | g | H|lw | P (mm) | Typeof Insert | Screw | wrench | Stock Ordering Code Teeth dc dm | L1 L Insert Screw | wrench | Stock

MSWN90-040A16-5T04 40 | 16 | 40 | 8.4 | 5.6 4 A °

5 WNMU MSWN90-1640P16-2T04| 2 16 | 16 | 40 | 120 4 ®
MSWN90-050A22-6T04 6 50 | 22 | 40 |10.4 | 6.3 4 A 040304 | M2.5°7 T8 °®
MSWN90-063A22-8T04 8 63 | 22 | 40 [10.4| 6.3 4 A [ ) MSWN90-2040P20-3T04| 3 20 | 20 | 40 | 120 4 ®
MSWN90-050A22-5T06 5 50 | 22 | 40 |10.4| 6.3 6 A ) WNMU040304 | M2.5*7 T8
MSWN90-063A22-6T06 6 63 | 22 | 40 |10.4] 6.3 6 A Xlﬁfo% M3.5*8 | T15 ) MSWN90-2555P25-4T04| 4 25 | 25 | 55 | 160 4 ®
MSWN90-080A27-7T06 7 80 | 27 | 50 |12.4| 7 6 A )

MSWN90-3255P32-5T04| 5 32 | 32 | 55 | 160 4 o

MSWN90-050A22-4T08 4 50 | 22 | 40 [10.4] 6.3 8 A )
MSWN90-063A22-5T08 5 63 | 22 | 40 |10.4| 6.3 8 A ) MSWNS90-2555P25-2T06| 2 25 | 25 | s5 | 160 6 °
MSWN90-080A27-6T08 6 80 | 27 | 50 |12.4]| 7 8 A ) WNMUO060408 | M3.5*8 T15
MSWN90-100B32-7T08 7 100 | 32 | 50 |14.4| 8 8 B WNMU | \s5%13 120 () MSWN90-3255P32-3T06 3 32 32 | 55 | 160 6 o
MSWN90-125B40-8T08 8 125| 40 | 63 [16.4] 9 8 B 080608 °
MSWN90-160B40-10T08 16.4 B ° - . )

10 LED | 2D | S 9 g @ TREEEStock O EFiTAvailable Upon Order
MSWN90-200C60-12T08| 12 | 200| 60 | 63 [25.7| 14 8 C )
MSWN90-250C60-14T08| 14 | 250 | 60 | 63 |25.7| 14 8 C ()

@ tnEREFStock O FftiTAvailable Upon Order

WNMU |
c.."?"-'?‘:"' , ¢
,""'“ j

TR M TIRES EZxR~F Dimensions (mm)
Insert shape | Specification/Item IC S d TU5250 | TP5250 | TM5250 | TK6150
WNMU040304R-M43 | 6.7 3.06 3.15 0.4 ) o ®
0 WNMUO60408R-M43 | 10.15 4.36 4.2 0.8 Y ) )
| WNMUO8O608EN-M43|  14.02 6.63 6.2 0.8 °® () °
O WNMUO40304EN-M42| 6.7 3.06 3.15 0.4 [ ) ® ®

@ inEEEStock O FFiiTAvailable Upon Order
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Shoulder Milling

MSXNOORFIEt I

MSXN9O0 series

o7

75 I8 $eHl

Shoulder Milling

LNPU

ik 71% | AR Dimension (mm) | APMX %Dg&;ﬁ BRATIE | TIKEBZ | RF TIF9ME JIRBIE E 7R ~t Dimensions (mm)
Ordering Code Teeth ) d H | w P (mm) Cngling Insert Screw | Wrench | Stock Insert shape | Specification/Item W s d TU5250 S ReoeD ME2E0 I
MSXN90-050A22-4T08 4 50 | 22 | 40 |104| 63| 75 A Y _
ﬁ LNPU110408-M42 | 12.1 6.6 483 | 35 0.8 (] (] [ ]
MSXN90-063A22-5T08 5 63 | 22| 40 (104|633 | 75 A )
MSXN90-080A27-6T08 6 80 | 27 | 50 |12.4| 7 7.5 A ® @ tnEREFStock O &TiTAvailable Upon Order
MSXN90-100B32-7T08 7 100 | 32 | 50 |14.4| 8 7.5 )
° XNEX | Mgr11 | T15
080608R
MSXN90-125B40-8T08 8 125| 40 | 63 |16.4| 9 7.5 B ) r
MSXN90-160B40-10T08| 10 | 160| 40 | 63 |164| o | 75 B ° L N I I U
MSXN90-200C60-12T08| 12 [ 200| 60 | 63 |25.7| 14 | 75 C )
MSXN90-250C60-14T08| 14 [250| 60 | 63 |25.7| 14 | 75 C Y =l s =
TR M TIRES EZAR~F Dimensions (mm) CcVD
@ rEEREStock O FEFiTAvailable Upon Order ol
Insert shape | Specification/Item 2 s TU5250 | TP5250 | TM5250 | TK6150
LNHU090408ER- 9 8.5 4.5 0.8 'Y ° Y
€0 LNHU130608ER- 13 12 6.8 0.8 ° Y °®
LNHU160708ER- 16 15.5 7.2 0.8 PY ° °

XNEX

@ IREERFStock O FfiiTAvailable Upon Order

TNGX

TIRIME TIRES EZAR~F Dimensions (mm)
Insert shape | Specification/Item IC S d TU5250 | TP5250 | TM5250 | TK6150
a XNEX040304R-M53 | 6.7 3.06 3.15 0.4 Y ° ° -
hol XNEX080608R-M53 6.2 0.8 [ ] o
i i T ‘ : o TR 9Nz TIERS E 7R~ Dimensions (mm) cvD

@ irEEEStock O FFiiTAvailable Upon Order

e |37 >>>

Insert shape | Specification/ltem

) d TU5250 TP5250 TM5250 TK6150

TNGX160408SR 9.525 0.8 6.58

@ TREERFStock O FfiiTAvailable Upon Order
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Profile milling series

RCMT

TIR 5N TRES EZA R~ Dimensions (mm)

Insert shape | Specification/Item S R

RCMT0602MOTN-R11 6 2.38 3

2.8

TU5250

TP5250

TM5250

TK6150

RCMT1204MOTN 12 4.76 6

44

@ in&REFStock O HiTAvailable Upon Order
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FRSRS

Profile milling series

MPRDOOR ISt TIE

MPRDOO series

ne m# | BHRDimension (mm) apmx| EOWR [zmne | mm nres w5F | Es

Ordering Code Teeth D d H | w p |(mm) Cgt?pling Insert | platen| Screw |Wrench| Stock

MPRDO00-050A22-4T10 4 50 | 22 | 50 |10.4| 6.3 5 A { ]
RDMW

MPRDO00-063A22-5T10 5 63 | 22 | 50 |10.4| 6.3 5 A 10T3MO CR-05 M4*9 T15 ®

MPRDO00-080A27-6T10 6 80 | 27 50 |124| 7 5 A o

MPRDO00-050A22-4T12 4 50 | 22 | 50 |10.4| 6.3 6 A o
RDMW

MPRD00-063A22-4T12 4 63 | 22 | 50 [10.4| 63| 6 A 1204Mo | CR06 | M4*9 | T15 | @

MPRDO00-080A27-5T12 5 80 | 27 | 50 (124 7 6 A o

@ IREREFStock O FFtiTAvailable Upon Order

MPRDOOR SISt TIFF

MPRDOO series

S VAL

ERTR TRige | IRF
Ordering Code Teeth Insert Screw | Wrench | Stock

MPRDO00-2055P20-2T10 2 20 20 55 160 5 L
RDMW10T3MO M4*9 T15

MPRDO00-2555P25-2T10 2 25 25 55 160 5 L

MPRDO00-3255P32-3T12 3 32 32 55 160 6 ®
RDMW1204M0 M4*9 T15

MPRDO00-3280P32-3T12 3 32 32 80 200 6 ®

@ IREEFStock O FHftiTAvailable Upon Order
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Profile milling series

RDMW

TIR 9N TIRES EZsR~F Dimensions (mm) CVvD ‘
Insert shape | Specification/Item IC S R TU5250 | TP5250 | TM5250 | TK6150
n‘ RDMWO0501M0-R11 5 1.7 2.5 2.4 () ([ ] [ ]
O RDMW10T3MO-R11 | 10.03 3.97 5 4.5 PY °® °
- RDMW1204M0-R11 12 4.76 6 4.4 o L ®
b RDMW1604M0-R11 16 4.76 8 5.5 () ([ } ( ]

@ inEREEStock O FFiiTAvailable Upon Order

e |01 >>>

FRSRS

Profile milling series

MPRPOOZR %Ik TIE

MPRPOO series

=) 3 E#R<Dimension (mm) apmx | EHH ERNE | ER | TDRB2| RFE | EE
Ordering Code D  d!lH |l wl!leP Coupling Insert | platen| Screw |Wrench| Stoc
MPRP00-040A22-4T10 4 40 | 16 | 40 | 8.4 | 5.6 (]
MPRP00-050A22-4T10 | 4 50 | 22 | 50 |10.4|6.3 Egg’g’l\\'ﬂ/g CR05| M4*9 | T15 | @
MPRP00-063A22-5T10 5 63 | 22 | 50 |10.4 | 6.3 [
MPRP00-050A22-4T12 4 50 | 22 | 50 (10.4 (6.3 ()
MPRP00-063A22-5T12 5 63 | 22 | 50 |10.4|6.3 ém\}o CR-06 | M4*9 | T15 ®
MPRP00-080A27-6T12 6 80 | 27 | 50 (124 | 7 ()

@ 1R EEEStock O FEFiTAvailable Upon Order

MPRPOO &%t 714T

MPRPOO series

L= 7188 | B4R~ Dimension (mm) BRATIE | JIREs
Ordering Code Insert Screw
MPRP00-2055P20-2T10 2 20 20 55 160 o
RPMW/T1003MO0 M4*9 T15
MPRP00-2555P25-2T10 2 25 20 55 160 o
MPRP00-3255P32-2T12 3 32 32 55 160 o
RDMW1204M0 M4*9 T15
MPRP00-3280P32-2T12 3 32 32 80 200 o

@ iTEEEStock O FFiiTAvailable Upon Order
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Profile milling series

RPMW

TIR5ME TRES E A R~F Dimensions (mm)

Insert shape | Specification/Iltem IC S R

TU5250

Q RPMW1003M0-H33 10 3.18 5 4.6 ]

PVD

TP5250

TM5250

CVD ‘

TK6150

@ TEEEStock O FEFiTAvailable Upon Order

RPMT

TIF MR TIERE EAR Dimensions (mm) PVD o |
Insert shape | Specification/Item IC S TU5250 | TP5250 | TM5250 | TK6150
Yy RPMT10T3M0-M32 10 3.97 5 4.4 ° ° o
F—
e RPMT1204M0-H33 12 4.76 6 4.4 ° o o

@ TEEEStock O FEFfiTAvailable Upon Order
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[Ri#G 25

High-speed milling series

MFSD16 &5kt TI&

MFSD16 series

me w | EARDimension (mm) *fyi'zﬁt EENE | pes | &F
Ordering Code D d | H W P Coupling Insert Screw | Wrench | Stock
MFSD16-050A22-4T12 4 50 22 | 40 |10.4| 6.3 A o
MFSD16-063A22-5T12 5 63 22 | 40 |10.4| 6.3 A SDMT1205| M4*11 T15 o
MFSD16-080A27-6T12 6 80 27 | 50 |12.4| 7.0 A o
MFSD16-063A22-4T15 4 63 22 | 40 |10.4| 6.3 A [
MFSD16-080A27-5T15 5 80 27 | 50 |12.4| 7.0 A SDMT1505 M5*12 T20 o
MFSD16-100B32-6T15 6 100 | 32 | 50 [14.4| 8.0 B [

@ fREEREStock O FiTAvailable Upon Order

SDMT

TR

TIR M TRES EZ R~ Dimensions (mm) CvD ‘

Insert shape | Specification/item S d TU5250 | TP5250 | TM5250 | TK6150

- SDMT09T320-M32 | 9.525 3.97 3.9 2 Py °® P

@ SDMT120512-M32 12.7 5.56 4.4 1.2 () [ ) [ )
SDMT150512-M32 | 15.88 5.56 5.6 1.2 Y ) )

@ tREEREStock O FEFliTAvailable Upon Order
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High-speed milling series

SOMT

TR M RS EZAxR~F Dimensions (mm)
Insert shape | Specification/Item IC S d TU5250 | TP5250 | TM5250 | TK6150
@ SOMT100420ER-M30 10.3 4.58 4.7 2 () [ ] ()
SOMT140520ER-M30 | 14.14 5.56 5.85 2 o o ()

@ IREEEStock O FfiTAvailable Upon Order

SBMT

TIR9ME TRES E7xR~f Dimensions (mm)

Insert shape | Specification/Item IC S d TU5250

H SBMT130625 13.1 6.7 3.18 2.5 o
—

TP5250

TM5250

TK6150

@ tn&REFStock O &TtiTAvailable Upon Order

s 105 >>>

[Ri#G 25

High-speed milling series

MFPD19&%Isk 7]

MFPD19 series

. EAR~Dimension (mm) | ApMx FECHEE

s TIER
Ordering Code Teeth | p | g | H | w | p |(mm) Co):Jppeling
MFPD19-050A22-4T09 4 50 | 22 | 40 [104| 63| 9 A
MFPD19-050A22-5T09 5 50 | 22 | 40 [104| 63| 9 A
MFPD19-063A22-5T09 5 63 | 22 | 40 [104| 63| 9 A PDMT
MFPD19-080A27-5T09 5 80 | 27 | 50 [12.4| 7.0 | 9 A 090530
MFPD19-080A27-6T09 6 80 | 27 | 50 [12.4| 7.0 | 9 A
MFPD19-100B32-7T09 7 100 32 | 50 (14480 | 9 A

T8

Screw

M4*9

Wrench | Stock

T15

O|0l0|0|0

@ TREERFStock O FfiiTAvailable Upon Order

PDMT

TR M TRES EZAR~F Dimensions (mm)
Insert shape | Specification/Item IC S d TU5250
@, PDMT090530 13.5 5.47 5.5 3 ( ]

TP5250

TM5250

CvD ‘

TK6150

@ TREEEStock O EFiTAvailable Upon Order
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High-speed milling series
EPNW

TIRIME TRES EZAR~F Dimensions (mm)

Insert shape | Specification/Item W S d TU5250

Z@ EPNWO0603TN 10 6.35 3.18 | 2.8 0.8 ()

TP5250

TM5250

TK6150

@ IREREFStock O FHtiTAvailable Upon Order

LPGT

TIR M TRES EZR~F Dimensions (mm)

Insert shape | Specification/Item S d

TU5250

D LPGT010210ER 6.15 4.19 2.19 1.9 0.4 (]

TP5250

TM5250

o

TK6150

[Ri#G 25

High-speed milling series

MKLN18 &R FIFtTI+F

MKLN18 series

/»a-;—:-

=) 7% | BEAR<Dimension (mm) ERTIE ba)=1 2 RE B

Ordering Code Teeth de | dm | L1 L Insert Screw Wrench | Stock

@ IREEFStock O FHFtiTAvailable Upon Order

s 107 >>>

MKLN18-1730P16-2T03 17 16 30 120

MKLN18-1730P16-2T03 17 16 30 150

MKLN18-1730P16-2T03 17 16 30 200

MKLN18-2035P19-3T03 17 19 35 150

MKLN18-0825P10-1T02 1 8 10 | 25 | 100 2 O
MKLN18-0925P10-1T02 1 9 10 | 25 | 100 2 O
MKLN18-1025P10-2T02 2 10 10 | 25 | 100 2 O
MKLN18-1120P10-2T02 2 11 10 | 20 | 100 2 O
MKLN18-1225P12-3T02 3 12 12 | 25 | 80 2 O
MKLN18-1235P12-3T02 3 12 12 | 35 | 120 2 O
MKLN18-1320P12-3T02 3 13 12 | 20 | 80 2 O
MKLN18-1325P12-3T02 3 13 12 | 25 | 120 2 ozogggﬂzUN ER M2*4 T6 O
MKLN18-1435P14-3T02 3 14 14 | 35 | 120 2 O
MKLN18-1435P14-3T02 3 14 14 | 35 | 150 2 O
MKLN18-1525P14-3T02 3 15 14 | 25 | 120 2 ©)
MKLN18-1525P14-3T02 3 15 14 | 25 | 160 2 @)
MKLN18-1640P16-4T02 4 16 16 | 40 | 120 2 O
MKLN18-1640P16-4T02 4 16 16 | 40 | 160 2 O
MKLN18-1725P16-4T02 4 17 16 | 25 | 120 2 O
MKLN18-1630P15-2T03 2 16 | 15 30 | 150 3 @)
MKLN18-1630P16-2T03 2 16 | 16 30 | 120 3 O
MKLN18-1640P16-2T03 2 16 | 16 40 | 150 3 O
MKLN18-1660P16-2T03 2 16 | 16 60 | 200 3 LNMU M2*6 T8 O

) 3 0303ZER O

2 3 O

2 8 O

3 3 O

3 3 @)

MKLN18-2035P19-3T03 20 19 35 200

@ IREEFEStock O FEFliTAvailable Upon Order
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High-speed milling series High-speed milling series
MKLN18&RFIHETIHT " MKLN16#&5IsE 7]+ / B
MKLN1S series | MKLN16 series =T |

it = 7% | B&RFDimension (mm) ERTE ba)=1:-v4 RFE B =) 7% | BZAR<IDimension (mm) ERTIE T2 IRE

Ordering Code Teeth de | dm | L1 L Insert Screw Wrench | Stock Ordering Code Teeth | 4 dm L1 L Insert Screw Wrench

O
O

16 15 30 | 120
16 15 30 | 150
16 15 30 | 200
16 16 30 | 120
16 16 40 | 150
16 16 60 | 200
17 16 30 | 120
17 16 30 | 150
17 16 30 | 200
20 19 35 | 150
20 19 35 | 200
20 19 35 | 250
20 20 30 | 120
20 20 50 | 150
20 20 70 | 200
20 20 90 | 250
21 20 35 | 120
21 20 35 | 150
21 20 35 | 200
21 20 35 | 250
22 20 35 | 150
22 20 35 | 200
22 20 35 | 250
25 24 60 | 150

20 20 50 150
20 20 70 200
21 20 35 150
21 20 35 200
25 24 35 150
25 25 60 150
25 25 90 200
26 25 35 150
26 25 35 200
26 25 35 250
28 25 35 150
28 25 B5 200
30 25 35 150
30 25 B5 200
32 32 70 160
32 32 120 | 200
32 32 120 | 250
33 32 40 160
33 32 40 200
88 32 40 250
35 32 45 160
35 32 45 200
35 32 45 250

MKLN16-1630P15-2T03
MKLN16-1630P15-2T03
MKLN16-1630P15-2T03
MKLN16-1630P16-2T03
MKLN16-1640P16-2T03
MKLN16-1660P16-2T03
MKLN16-1730P16-2T03
MKLN16-1730P16-2T03
MKLN16-1730P16-2T03
MKLN16-2035P19-3T03
MKLN16-2035P19-3T03
MKLN16-2035P19-3T03
MKLN16-2030P20-3T03
MKLN16-2050P20-3T03
MKLN16-2070P20-3T03
MKLN16-2090P20-3T03
MKLN16-2135P20-3T03
MKLN16-2135P20-3T03
MKLN16-2135P20-3T03
MKLN16-2135P20-3T03
MKLN16-2235P20-3T03
MKLN16-2235P20-3T03
MKLN16-2235P20-3T03
MKLN16-2560P24-4T03

MKLN18-2050P20-3T03
MKLN18-2070P20-3T03
MKLN18-2135P20-3T03
MKLN18-2135P20-3T03
MKLN18-2535P24-4T03
MKLN18-2560P25-4T03
MKLN18-2590P25-4T03
MKLN18-2635P25-4T03
MKLN18-2635P25-4T03
MKLN18-2635P25-4T03
MKLN18-2835P25-4T03
MKLN18-2835P25-4T03
MKLN18-3035P25-4T03
MKLN18-3035P25-4T03
MKLN18-3270P32-5T03
MKLN18-32120P32-5T03
MKLN18-32120P32-5T03
MKLN18-3340P32-5T03
MKLN18-3340P32-5T03
MKLN18-3340P32-5T03
MKLN18-3545P32-5T03
MKLN18-3545P32-5T03
MKLN18-3545P32-5T03

Locu M3*8 T8
030310ER

LNMU M2*6 T8
0303ZER

(S, 0 ®, B I ®, I E, I I®, I €, R E, B B E, I I I I I R I I (VS I R VU 2 R S P8}
Wl lwl wlwl lw wl w w( w w wi wl( w w w| wl w w wl wl w| w w
OO0 [0CI0|0|0 010|000 [0 |0]0|0[0|0|0|0[0|0|0

Bl W W [WwWiw w w w w w i w w i w | w i w NN INMNIND NN N
W W W W w w[w wWw|[w[NINININININ (NN NN INdNINININN
OO0 |00 |0 [0 0|0 |0[|0|0 00|00 0000000

@ tREEREStock O FMiTAvailable Upon Order
@ IREREFStock O FHFtiTAvailable Upon Order
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High-speed milling series

MKLN16 &5 T+

[Ri#g 25

High-speed milling series

MFBN13Z& 5k JI&

MKLN16 series

iU 7% | BAERDimension (mm) ERTIA TR gL wRF FEfF

Ordering Code Teeth dc dm L1 L Insert Screw Wrench | Stock
MKLN16-2590P24-4T03| 4 25 24 | 90 | 200 3 O
MKLN16-25120P24-4T03| 4 25 24 | 120 | 250 3 O
MKLN16-2560P25-4T03| 4 25 25 60 | 150 3 O
MKLN16-2590P25-4T03 | 4 25 25 | 90 | 200 3 O
MKLN16-25120P25-4T03| 4 25 25 | 120 | 250 3 O
MKLN16-2635P25-4T03 | 4 26 25 | 35 | 160 3 O
MKLN16-2635P25-4T03| 4 26 25 35 | 200 3 O
MKLN16-2635P25-4T03 | 4 26 25 | 35 | 250 3 O
MKLN16-3270P32-5T03| 5 32 | 32 | 70 | 150 3 03'62%’“ M3*8 T8 O
MKLN16-32120P32-5T03] 5 32 32 | 120 | 200 3 O
MKLN16-32120P32-5T03 5 32 32 | 120 | 250 3 O
MKLN16-3340P32-5T03| 5 33 32 | 40 | 150 3 o
MKLN16-3340P32-5T03| 5 33 32 | 40 | 200 3 O
MKLN16-3340P32-5T03| 5 35 32 | 45 | 150 3 O
MKLN16-3545P32-5T03| 5 35 32 | 45 | 200 3 O
MKLN16-3545P32-5T03| 5 35 32 | 45 | 250 3 O

@ IREREFStock O FHFtiTAvailable Upon Order

LNMU

TIR M TRES EHZAR~F Dimensions (mm)
Insert shape | Specification/Item w S D TU5250 | TP5250 | TM5250 | TK6150
LNMU020209ZNER-M42 | 6.1 4 2.7 2.1 1.2 o ([ o
@ LNMUO303ZER-M42 | 10.88 5 2.7 | 281 1.2 (] ® e
ﬂ LOGU030310ER-M32 | 10.88 5 2.7 | 281 1.2 () ® ®

@ IREREFStock O FHftiTAvailable Upon Order

e (0] >>>

MFBN13 Series Milling Cutte Head

s T
Teeth

Ordering Code

AR Dimension (mm) | APMX EAR
(mm)

D

d

H

W

P

Coupling

ERTIA
Insert

TR gL

Screw

Wrench | Stock

MKBN13-035A16-4T06 4 35 | 16 | 40 | 8.4 | 5.6 4 A O
MKBN13-040A16-5T06 5 40 | 16 | 40 | 8.4 | 5.6 4 O
MKBN13-050A22-6T06 6 50 | 22 | 40 (104 | 6.3 4 A BLMPO603R M2*6 T8 O
MKBN13-063A22-8T06 8 63 | 22 | 40 |10.4 | 6.3 4 A O
MKBN13-080A27-10T06 10 80 | 27 | 50 |12.4| 6.3 4 A O
MKBN13-040A16-5T09 5 40 | 16 | 40 |84 | T 7 A O
MKBN13-050A22-5T09 5 50 | 22 | 45 (104 | 6.3 7 A O
MKBN13-050A22-6T09 6 50 | 22 | 45 (104 | 6.3 7 A O
MKBN13-063A22-6T09 6 63 | 22 | 45 |104 | 6.3 7 A BLMPO0904R M3.5*8 T15 O
MKBN13-080A27-8T09 8 80 | 27 | 50 (124 | 7 7 A O
MKBN13-100A32-9T09 9 100 | 32 | 55 |144| 8 7 A O
MKBN13-125A40-12T09 12 125 | 40 | 55 |16.4| 9.5 7 A ©)

@ IRERETFStock O FHFiiTAvailable Upon Order

BLMP

TIR 92 JIRES HZsR~F Dimensions (mm) PVD CcVvD ‘
Insert shape | Specification/Item w s D TUS250 | TP5250 | TM5250 | TK6150 |
BLMP0603R-M42 9.05 6.45 3.37 3.22 1 (] @ o
a BLMP0904R-M42 | 11.94 | 9.15 4.07 4.2 1.2 ([ o (]

@ IREEFStock O FHFtiTAvailable Upon Order
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Surface milling series

SEL IR

TIR 5N TIRES EZ Rt Dimensions (mm) PVD
Insert shape | Specification/Item S e — TP5250 TM5250 TK6150
» | SEGR1203AFTN-M33 12.6 3.18 3.18 °® ) ]
-
U | SEGR1504AFTN-M33 15.8 4.75 4.75 °® (] [ )
2 X SEMR1203AFTN-M33 12.6 3.18 3.18 [ ) o o
LB
& | SEMR1504AFTN-M33 15.8 4.75 4.75 Y () (]

@ tnEREFEStock O FTiTAvailable Upon Order
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Surface milling series

MFSE45& 5t T &

MFSEA45 Series Milling Cutte Head

B2 EZR<fDimension (mm) %Dﬂ?ifﬁ ERTIA
. ype o
Ordering Code D d H W! P Coupling Insert
MFSE45-050A22-4T13 50 | 22 | 40 (104 | 6.3 A
MFSE45-063A22-4T13 63 | 22 | 40 (10.4 | 6.3 A
MFSE45-080A27-5T13 80 | 27 | 50 |12.4| 7.0 A
SEET
MFSE45-100B32-5T13 100| 32 | 50 |14.4| 8.0 B 13T3AGEN
MFSE45-125B40-6T13 125| 40 | 63 [16.4| 9.0 B
MFSE45-160C40-8T13 160 | 40 | 63 |16.4| 9.0 (-
MFSE45-200C60-9T13 200| 60 | 63 |25.7 [14.0 C

TIFige

Screw

M5*13

RF

Wrench | Stock

T20

SEET

TIRSME

TRES

Insert shape | Specification/Iltem

Ilin.

SEET13T3AGEN-M31

IC

13.6

@ TREEREStock O FHFiTAvailable Upon Order

S

EZAR~F Dimensions (mm)

TU5250 TP5250

155 o

TM5250

CvD

TK6150

@ 1REEEStock O FEFiTAvailable Upon Order
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Surface milling series

SEKT

TIR M

TRES
Insert shape | Specification/Item IC S

1} SEKT1204AFTN-M33 | 12.66 421

EZA R Dimensions (mm)

d

5.6

0.8

TU5250

PVD

TP5250

TM5250

CvD

TK6150

@ TREEREStock O FFiTAvailable Upon Order

MFSE45ZR& 5t ]

MFSE45 Series Milling Cutte Head

#OR

=) 7% | BEAR<Dimension (mm) | APMX Type of
Ordering Code Teeth | p | 4 | H W P (mm) Coupling
MFSE45-050A22-4T13 4 50 | 22 40 (104 | 6.3 6 A
MFSE45-063A22-4T13 4 63 | 22 | 40 |10.4 | 6.3 6 A
MFSE45-080A27-5T13 5 80 | 27 50 (124 | 7.0 6 A
MFSE45-100B32-5T13 5 100 | 32 50 |14.4 | 8.0 6 B
MFSE45-125B40-6T13 6 125 | 40 63 (16.4 | 9.0 6 B
MFSE45-160C40-8T13 8 160 | 40 | 63 |16.4| 9.0 6 C
MFSE45-200C60-9T13 9 200 | 60 63 [(25.7 |14.0 6 C

ERNR
Insert

SEET
13T3AGEN

TR 184
Screw

M5*13

Wrench | Stock

RF FEE

HIE R

Surface milling series

SEMT

TR 5N EZR~F Dimensions (mm)

TRES

Insert shape | Specification/Item T S d

TU5250

L} SEMT13T3AGEN-M33 | 13.55 3.97 45 1.4  J

TP5250

TM5250

CvD

TK6150

@ IREEFStock O FHFtiTAvailable Upon Order

OFMT

TR M EZR~F Dimensions (mm)

TNRES

Insert shape | Specification/Iltem S d

TU5250

@ OFMT070405EN-M32 | 17.97 4.96 519 0.5 o

TP5250

TM5250

TK6150

T20 o

@ IREEEFEStock O FEFfliTAvailable Upon Order
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Surface milling series

MFSN45Z& 55t 7]

MFSN45 Series Milling Cutte Head

ERTIR
Insert

SNMU1206
ANN

BS 7% | BZAR<tDimension (mm) EORR

Ordering Code Teeth | p | g | H| W| P gggslﬁ‘fg
MFSN45-050A22-4T12 4 50 | 22 | 40 (104 | 6.3 A
MFSN45-063A22-5T12 5 63 | 22 | 40 (104 | 6.3 A
MFSN45-080A27-6T12 6 80 | 27 | 50 (12.4| 7.0 A
MFSN45-100B32-7T12 7 100 [ 32 | 50 |14.4 | 8.0 B
MFSN45-125B40-9T12 9 125 | 40 | 63 [16.4| 9.0 B
MFSN45-160C40-11T12 11 160 | 40 | 63 |16.4 | 9.0 C
MFSN45-200C60-13T12 13 200 | 60 | 63 |25.7 [14.0 C

TIRg%
Screw

M5*12

Wrench

T20

HIE R

Surface milling series

MFSNS8S8AFItTIHE

MFSN88 Series Milling Cutte Head

[

RS 7% | BEA&R<IDimension (mm) - EORR ERNK TIRBZ | RF

Ordering Code Teeth D d H W P (-ngl?;lionfg Insert Screw Wrench | Stock
MFSN88-050A22-4T12 | 4 | 50 | 22 | 40 |10.4| 63| 7 A °®
MFSN88-063A22-5T12 | 5 63 | 22 | 40 [104| 63| 7 A °
MFSN88-080A27-6T12 | 6 | 80 | 27 | 50 |12.4| 70| 7 A °
MFSN88-100B32-7T12 | 7 | 100| 32 | 50 [14.4| 80| 7 B sm;mlzoe M5*12 | T20 °
MFSN88-125B40-9T12 | o | 125| 40 | 63 |16.4| 9.0 | 7 B °
MFSN88-160C40-11T12| 11 | 160 | 40 | 63 |16.4| 9.0 | 7 c °
MFSN88-200C60-13T12| 13 | 200 | 60 | 63 |25.7|14.0| 7 c °

@ IREEFStock O FHftiTAvailable Upon Order
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@ IREEFStock O FHtiTAvailable Upon Order
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Surface milling series

SNLIU

TIR5ME TIRES EZAR~F Dimensions (mm) CVD
Insert shape | Specification/item S d TU5250 | TP5250 | TM5250 | TK6150
SNMU1206ANN-M31 12.7 5.8 5.85 0.8 o [ ) [}
= |
E.h SNMU1206ANN-X 12.7 5.8 5.85 0.8 O O O
SNEU1206ANN-M31 12.7 5.8 5.85 0.8 O O O
Ej SNMU1206ZNN-M33 12.7 5.8 5.85 0.8 [ ) [ ) [ )
- SNEU1206ZNN-M33 |  12.7 5.8 5.85 0.8 O O O
b] SNMU1307ZNER-M32 12.7 5.77 4.75 0.8 [ ] [ ) [ )

@ TREEFEStock O FEFliTAvailable Upon Order

PNMU

TIR5ME TRES EZAR~F Dimensions (mm)

Insert shape | Specification/Item IC S d

@ PNMUO905GNER-M33| 13.46 5.48 4.65

0.8

TU5250

TP5250

TM5250

TK6150

@ IREEFStock O FHtiTAvailable Upon Order

e (0 >>>

HIE R

Surface milling series

MFHN45&5Ist 712

MFHNA45 Series Milling Cutte Head

Bs 7% | EAR<Dimension (mm) %D”ﬁf‘? EENE TEEL | KE | B
e 0
Ordering Code Teeth D d H wl!lp Cglfpling Insert | Screw | Wrench| Stock
MFHN45-050A22-4T09 4 50 |22 | 40 [10.4| 6.3 5 A ]
MFHN45-063A22-5T09 5 63 |22 | 40 [10.4]| 6.3 5 A ([
MFHN45-080A27-6T09 6 80 |27 | 50 [12.4| 7.0 5 A ]
HND)
MFHN45-100B32-7T09 7 100 | 32 | 50 |14.4| 8.0 5 B Uosos | M4*11 Ti5 [
GNER
MFHN45-125B40-8T09 8 125 | 40 | 63 [16.4| 9.0 5 B ]
MFHN45-160C40-10T09| 10 | 160 | 40 | 63 [16.4| 9.0 5 (d ([
MFHN45-200C60-12T09| 12 | 200 | 60 | 63 |25.7|14.0 5 C ]

@ irEREEStock O FFiiTAvailable Upon Order

HNLIU

TIR M TRES EZAR~F Dimensions (mm)

Insert shape | Specification/Item IC S d TU5250 | TP5250 | TM5250 | TK6150
@} HNMUO907ANSN-M32|  16.5 6.3 485 11 ® ° ®
@} HNGUO907ANSN-M32|  16.5 6.3 4.85 1.1 (] ® ([

@ TREEREStock O FFiTAvailable Upon Order
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Surface milling series

XNMX

TIR9ME TRES EZsR~F Dimensions (mm)
Insert shape | Specification/Item IC S d

XNMX070508

TU5250

PVD

TP5250

TM5250

TK6150

@ IREEFStock O FHftiTAvailable Upon Order

ON

TR 5N TRES EZR<F Dimensions (mm) PVD CVD ‘
Insert shape | Specification/Item IC S d TU5250 | TP5250 | TM5250 | TK6150
@ ONMX060408-M42 | 12.7 4.86 5.75 0.8 ) ) )
@ ONGUO080608-M42 12.7 4.86 5.75 0.8 () o ([
@ IREEEFEStock O FEFliTAvailable Upon Order
- - = Ay -
i

LNMT

TIR M TRES EZR~F Dimensions (mm) CVD
Insert shape | Specification/Item S TU5250 TP5250 TM5250 TK6150
g LNMT150608 15 13.95 0.8 6 o o ]
LNMT110608 11.16 11 0.8 6 o o (]

@ TREERFStock O FfiiTAvailable Upon Order
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Slot milling series

MPHT

TIE M TRES EZAR~F Dimensions (mm)
Insert shape | Specification/Item S d TU5250 | TP5250 | TM5250 | TK6150
MPHT060304-M32 6.35 3.18 2.8 0.4 o L
Oi MPHT080305-M32 8.28 3.18 3.4 0.5 ([ [
MPHT120408-M32 12.7 4.76 5.5 0.8 ([ o

@ IREEFStock O FHtiTAvailable Upon Order
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Problems and Solutions in Cutting

AR
c;ﬁ:ﬁl’;\fjm TIRMRRGEE  Selection of tool material T IE>S Cutting parameters
HIHIERE IR
PIHIREY iR EE=! TR sy BATRRE | BUomkE (]:]fgtﬁf el Cu]tjtixng HETIRES ”‘*lﬂﬁ
Problems Problem er TEHE | POTRIEME | MREFAOME | MEFME | Speed |7 depth Py ENBLEEE ~ Coolant
in cutting project | countermeasure | chan eto}; Change to high Changetoa Changetoa - Change the cutting Correction of
harde%blade toughness material with | material with (1EE) T parameters of the Cutting tools .
material PECZE] good heatand | good adhesion -k(d\)l cutterhead diameter TR | St
shock resistance | resistance High (Low) 1 Use spray| Dry
Large (Small) {
HRISHA AE
BrmAAA | meemcprecine o .
omgnificantwear [ ARYITIARAAE
Imappropridte [
blade shape
pbropa ot A Ey
& = nappropriate cuttin
gfjﬂgﬁf%%}tyd( pargpmetpers & [ ]
ingnificant wear — o
on rgake face TIEMITIRARTEIE
Imappropridte [ ]
blade shape
TIHISHAEIE
7] Inappropriate cutting ol @l Y )
85 | Y171 parameters
Blade | Cuttingedge breakage |7JEHWITIAARTEE
damage Imappropridte [ )
blade shape
N . TIHISHA &S
E#FAEH5 RH9E) Inappropriatecclutting o 0l el
kb parameters
Blade damage caused HEB"JtB’Zj’E%;Fﬁﬁ
by thermal shock Imappropridte )
blade shape
Itﬂﬁuéfiﬁcf‘é% otlet
O F i 2= 7 nappropriate cuttin
?,\E.Fﬁﬁﬂ H parameters & ®
reegeeched [ TAMITRRAEE
Imappropridte ®
blade shape
'tﬂﬁu;}&;fﬁi% o0l el
nappropriate cutting
SEREAR parameters °
Poor Completion TIEREITIRARTEE
surface Imappropridte [ ] o
blade shape
rﬂﬁugﬁfﬁ% ol 0le! ([ ([
N nappropriate cuttin
T REER parg%etpers ¢
¥5FE | Burroccurrence TIERITIFRREE
Machini Imappropridte
achining blade shape
accuracy
pbropa ot Yy °
nappropriate cuttin
BEDERE parameters ¢
Edge peeling occurs TIRMITIRRAREE
Imappropridte
blade shape
FHE -FTEE TR IHNRES ]
Flatness and parallelism | Deviation of cutting tools [ AN X ®
poor difference and workpieces
HEVARE LW N TIHIBE - HRIRESY
Large vibrating cutter Inappropriate cutting [ N RONEORE [ J @
and vibration parameters and plans.
PIHISHA SIS
Hith | ropri ; 3
ot | 52 appropie cuing i ° oo
Bites and debris TIERITIFRAREE
accumulation Imappropridte
blade shape

AR ap . HU
e JIERAK  Tool shape 23 Install -
vl N7I58E -
. = TIRTIE . J TIRBEEN
YIHIERR9IEIE D= | Rear P8 Cutng Number | SRR ns T AL
N of blades ip Cl 3 9 et
iPr:%zltiinr:s PI’Ot’_leT ik ﬂa‘re corr;er a:gSee tEd e(h of cutter| pocket | Checkthe | confirmation MERRF RE s o e
g projec Countermeasure ere blod shren_g ad shape of oLt Enhancement Installation of Cutter overhang Power
:r:‘iy- = onne the accuracy | of tool rigidity Workpiecetoo mechanical
break’?n TRT T %1 ALkt polishing | of plade tip P! looseness
"8 Become bigger 1 More T | Big 1 blade jumping
BIOOVES|  Bocome Smaller 4 | Less I |Small 4|rear corner
fﬂﬁﬂ%%ﬂ:ﬁ%
EOmEsA | mpoprcns
on ke [ DEEEITIRRT AT
Imappropridte [ X} [ X} (]
blade shape
THISHAEE
B TJEER A Inappropriate cutting
Sin, n'f'cants ear parameters
i ifi W — <
on fake face TIREEITIRTAE
Imappropridte o107 @1
blade shape
DMERAEIE
7] Inappropriate cutting
B | V7RI parameters
Blade | Cuttingedge breakage |JJEHITIFARFEIE
damage Imappropridte ® o o (] ® [ ] o o (]
blade shape
N . THS BT EIE
EHBESIKHIY] | inappropriate cutting
TIREF parameters
Blade damage caused ﬂﬁﬂ’ﬂt}]?)ffﬂk*ﬁ"iﬁ
by thermal shock Imappropridte [ )
blade shape
TRSHAEE
0 R 2= nappropriate cutting
REME7O parameters
Debris attached t TS ‘
theedge 0 |TIEMEIIARTEE
Imappropridte [ X} [ X}
blade shape
I*JJEJ"J%%‘XZ:‘S%
nappropriate cutting
SREAR parameters
Poor Completion TIEMITIRARFEIE °
surface Imappropridte [ W o
blade shape
fﬂﬁﬂ%%ﬂ:ﬁ%
N nappropriate cutting
mT REER parameters
¥ | Burroccurrence TIEMTIRARFEE °. °
. Imappropridte [ X} [ N§
Machining
accuracy blade shape
HIBHA2IE
e . nappropriate cutting
REDGRE parameters
Edge peeling occurs TIEWITIRARFEIE
Imappropridte o107 @1 @1 L
blade shape
THEHE -FITEE TR ITHNRS
Flatness and parallelism | Deviation of cuttingtools]| @ | @1/ @®!| @1| @l (] ® [ ] [ ] [ ] (]
poor difference and workpieces
HR7] - REpERK IHISER - IHRITRES
Lazgevibratingcutter Inappropriate cutting e 010! o1 @! [ ] [ ] o (]
and vibration parameters and plans.
o IMBHARE
* SR . nappropriate cutting
other | P8 - parameters
Bites and debris TIBERNTIRARAEIE
accumulation ImaJJpropridte ® 07 ol @1
blade shape

FOFHIEIRT], BRI R LB S A (S R
FQVHHPHIRT], B E LUEE IAERAER
AOBRRILUERE A () R

@B RE T IR

AEREIEIPGER TR,
FOHFERERETS.

EEE—— )13 >>>

Note 1: To suppress tool vibration, sometimes it can be solved by increasing the feed rate (high speed).
Note 2: To suppress blade vibration, sometimes it can be solved by increasing the cutting depth.

Note 3: Sometimes it can be solved by increasing the feed rate (high speed).

Note 4: Spiral end mills are recommended for dimb milling.

Note 5: When the workpiece is deformed due to cutting heat.

Note 6: Itis recommended to use compressed air.

FORHGHRT] BT LB e (B R
EQYHHIRT] AR A LUEE IIARARR
FOHERRI LB REHA (FE) R

OB TR,

ECREERER TR
FOWFERERETS.

Note 1: To suppress tool vibration, sometimes it can be solved by increasing the feed rate (high speed).
Note 2: To suppress blade vibration, sometimes it can be solved by increasing the cutting depth.

Note 3: Sometimes it can be solved by increasing the feed rate (high speed).

Note 4: Spiral end mills are recommended for sequential milling.

Note 5: When the workpiece is deformed due to cutting heat.

Note 6: It is recommended to use compressed air.
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CEMENTED CARBIDE

BHIBTE AT BHITE AL

Milling calculation formula Milling calculation formula

Q :HIRE&Z cm3/min=cc/min
W13 VC :JHIEE m/min . ae :JHIZEE (#Em@TLFR) mm
t)?ﬁljli}; % _#xDCxn DC : 718 mm % HEE Vf: TEQ#HLAE mm/min
Cutting Speed ¢ 1000 ) . ks ; = aexVfxap aexfzxZxnxap f7 4748
n:EHFE min- s <o Chip removal amount [RI%s = z - & 7] mm/t
p 1000 1000 Z:TIBTIHE W

n :EiHIERE min-!

ap tIiF mm

fz :§ 7054 mm/t
TradaENS LS 4 Vf :TE&#AE mm/min

T :INTESE] #
L'  THEEHNEHSEKE mm

Workbench feed rate f2= 7Zxn Z:7IR7TIE M h S =L+DC+2a"
and feed rate per blade n :EHEE min-l \Jtk/ L M TAEHKE mm e =
0T BYia] 60xL  60xL DC :7]J&1E mm ‘i—;?c- # v — "L-?F &
Processing time == " Zxn| @ EHEE mm =

o Vi :TEG#HLEE mm/min ~ : 2

o= KsxQ _ K xaexyixap fz :|7)#48 mm/t
6120xn 612000077 2 TIETI %
:staexfzxenxap n : EiHEEE min-L
612000077
-
.*Bmﬁljﬁ |tanT = tanR x cosC + tan4 x sinCl
Practical rake angle
Required power

Pc :FRETN /T kW Ks :B8{t]IHI 77 kgf/mm?
PHP :FREEIH (57) HP RN :190
ae YJJHITEE mm RN 210
Vi : TER#HLAE mm/min =R 240
fz .8 7]#4% mm/t Kas2:190 |tanl = tanAxcosC—tanRxsinC| =<
Z :TIRTIH K BALN:245 &
n : EHIEIE min- Hitk:93 N i A(GAMP) 5151 (A.R.)°(-90°<A<90°) il
ap & mm AR EE 120 Blade inclination angle N g R TR e Bt 3
Ks :B{ItIHIF kgf/mm? EIR* &R 70 C (KAPR) : &R ff°(0°<C<90°) S
n ALK 0.7-0.8 T (GAMN) :SZF5 41 °(-90°<T<90°) k

Q :#IRE2 cm3/min=cc/min | (GAMO) : 7] f&° (-90°<1<90°)
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Cemented carbide milling problems and Countermeasures

x5 Vibration

- EENES THNREGE
s RETIHME

- RIMETIARFE

* FRARYIREE
 fRIRFHLLE

< BMIBLRE

« Improve the stability of the cutter body and workpiece
+ Change the position of the cutter body

+ Minimize tool overhang

* Reduce cutting speed

« Increase feed rate

* Reduce cutting depth

+ Choose different blade slot types, refer to the blade
EARENTIRER, SRR ERTE

- {£H Steadyline BiRTIF + Use Steadyline damping tool holder

slot type page

- RENRS THNREG
s RMUTARHE

c RR#HSE

- RS IRERE

- ERS IR

- ERBXNTIR

TIEE A The issue of tool life

« Improve the stability of the cutter body and workpiece
+ Minimize tool overhang

+ Reduce feed rate

* Increase cutting speed

+ Use coolant

+ Use wiper inserts

+ Keep the feed rate per revolution not exceeding the
cRESHRHEASTEIELTNRE

- {5/ Steadyline JBIRTIFF + Use Steadyline damping tool holder

width of thewiper inserts

[ETIERIE EE 5

Rapid wear of the flank face

* FRARLIRIEE
 RIRFHLLE

* IBsR

* Reduce cutting speed
* Increase feed rate
+ Forward milling

TR LY

Comb-shaped crack cBREHLE

5 - -' - Reduce cutting speed

* BRARTIREE

* RMERREIR
LTHME

* Reduce feed rate
« Do not use coolant
+ Change the position of the cutter body

PRE DGR

Rapid groove wear
" -—7
i = 0y

—_

« PRARLIEEE

- IRIRBLE

- HMHIREE

* It

s RETNRUE

* Reduce cutting speed

* Increase speed and quantity

« Increase cutting depth

+ Forward milling

+ Change the position of the cutter-body

fAME % (BUE)

Tumowr of cutting

h—.

- RSVIEEE

- RIRHGE

« RERREIR

* Ik

7 s RETRUE

* Increase cutting speed

* Increase feed rate

+ Do not use coolant

+ Forward milling

+ Change the position of the cutter body

LI 7] AR

Micro chipping of cutting edge

- IREYIHIRE « Increase cutting speed

o PRA%H Qﬁ = * Reduce feed rate

.y * Reverse milling

. giﬁﬂﬂﬁ « Improve chip removal
= « Change the position of

e ivi

= ETFIE _, thecutterbody
‘ BEE/J__W{EE%{EFE * Minimize tool overhang
IEEREN « Improve stability

) ] 7 >>>

NOTE
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