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CMTEC a professional cutting tool manufacturer in Taiwan, was established in 1987 with
Mr. Chen. Our mission is continuous develope and excelsior, to present high quality products
and service to our customers in all industries such as aerospace, automotive, mold & die,
electronics and medical equipments, etc. We continuously develop high precision, efficiency a
nd long-life cutting tools for different materials processing.

All our products are made in Taiwan with Swiss technology. We use the best carbide material
made in Europe and put focus on end mills, drills, reamers, thread, slitting saws, inserts, PCD
inserts and the other special tools, especially in customized products. From 3D simulation,
geometric design, grinding, to inspecting, all of them are handled by the most professional
team to provide customers with complete solutions.

CMTec is one of the leading manufacturers in Taiwan, and trusted by companies worldwide.
Our products are exported to the whole world, like Europe, South-East Asia, U.S.A., Japan and
Mainland China...etc. We have several branches providing high quality products and services
to customers.

Professional . Design . Manufacturing
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- IREEZHEEIIEIRE - fREMIHE -

Provide more axial depth of cut, improve machining efficiency.

BENKEHEKEENTIES @ BESHINIAZ -

Optimal surface roughness and long tool life, reduce your processing costs.

EARKRE - MANRmERMEHSBMT -

Suitable for mould & die, aerospace-turbine blades and impellers

5-axis machining.
SESEMT -

1ZE7F Iﬂ%ﬂ%ﬁ%ﬁlﬁﬁﬁﬁﬁéfﬂﬁﬁ > =/m A

Specially designed for aluminum alloy and high temp alloy machining.

BEPIMNI ~ HBINIA -

Use for semi finishing cutting, finishing.
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FOR TITANIUM ALL OYS
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For titanium alloy and stainless steel(300 series) Circular flute design for better chip disposal, reduces
machining. chip packing and release stress, and improving rigidity

of the tool.

PEREAERFTABFEEDE < ESE D BNI -

Use for roughing cutting, semi finishing, finishing.

decreased with unequal flute spacing
equivalent helix angle.
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All New V Series End Mills
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=5l 57 A General Cutting Steel:

R EN - Carbon Steel

- B - Alloy Steel

- SEIEf(45~55HRC) - Hardened Steel(45~55HRC)
- B8 - Cast Iron

EFHEHSRIR SURMIEIR!
Suppresses chattering, allowing for
outstanding milling performance.

JJEA EEERE 7)1~ E 12 he L AT IR

o RIEDDHIRES o [RIEHIREE

Chattering is decreased TVariable-Lead ; design stabilizes cutting
with T Variable-Pitch | . forces, effectively isolating vibrations.
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Spotting Chamfering Countersinking

FAfE(V)INT BEZI A0 T

V-Grooving Engraving

CEF c ME FCD CL;);'E?AAE;PfUES

NEW- £ IJ gg 35 & 2 &3 &t 7] % %

MULTIFUNCTIONAL CHAMFER CUTTER

@ CEFCE!%: $2a = SMAEIMII(AI5052, 6061, 7075) «
CEFC for aluminum alloy(5052, 6061, 7075) machining.

-

TEERAI6061I01T

_I

=P 2 P.7T1
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MERCD &Y 5i%: 58 14 (SI50HRC) S E/ I
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B3I+ (=50HRC)ZFEMR -

For alloy steel(=50HRC) machining.

A EEERETIRIEIHIR I EE) -

=P P.56

Chattering is decreased with unequal flute spacing angle.

BENEEs T > EHFBMEEMEE - B EBAES

EE - BAITIEMIME -

Circular flute design for better chip disposal, reduces chip packing and
release stress, and improving rigidity of the tool.

BEHINT -~ /I -

Use for semi finishing cutting, finishing.

1
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P.7T7 i %ﬁ -

FEFARER « &l « 78558 -« 58 - §8/8
8% - HKaEMI -

For carbon steel, alloy steel, stainless steel, cast iron, aluminum
/ copper alloy and titanium alloy machining.

IREISO ~ UNSERFTE - NPTRE MBS IRAL -
Provide ISO Thread, UN series thread, and NPT (National
Taper Pipe threads).

IRAFEEFE - BITNRERTHGEETEERS o
Precise thread, make your precision components work together
perfectly.
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EmETEEAEZER Product Selection Table (For reference only)

JIB E Bligk EmiER iz R~ BY
Type Flute Model Number Product Classification Appearance Size Page
Square 4 Flutes Slhzaii -Thread 08 ~ @32 27
%7 m7) @oFst ‘3 ]
o 4Fifes | CHBA400D0A = @8 |40R~125R| 27
EE7] M7 T i -
Corner Radius 4 Flutes ShlE s -Thread - 08 ~ @20 27
[EIAEY -
EEAETE ELLAL LA Straight Shank I ¢10-~232 | 27
n
Vi(l;)?;z:?: Hglttlier g
LCNO000-000L-000E ‘Neck _ @11.7~331.5 27
TR
CESS20000A %ﬂ‘rﬁfg e (02~ (30| 28
CESM20000A P c02-040 2
- _,; |CES200008 PEE— -0 | 2
M
]
CES20000A RBE 011~ 0109 29~30
-Decimal Dia.
- N 1)
CEI20000A AT P 155-0127 30
CELFM20000A s o2 30
BETED | -
(Extra) — CELF20000A @3 ~ @25 30
2Flute s
Long Flute Square BETE
CEFF20000A = pemEagls c10-220 | 30
JE— o Fifes | CELS20000A @3 ~ 312 31
LongShankFiute| - [47) | oe) 40000 M|MN— -0 | 3
4 Flutes
__ |CcESM30000A === »- | 3
¥7 =7
Square | 3Flutes | oesa0000a == n-oc o
CESS40000A a_|aN— v 31
¥) B | cesMa0000A aN— - 31
Square 4 Flutes
CES40000A |qN— x|
CELFM40000A M o | 2
BEIED | g
(Extra) 4Fites | CELF40000A N s 2
Long Flute Square utes BE7E
CEFF40000A B v0-00 | 2

-Extra




mEE SEE SH 2 HEHR ; i BE  ReE £l FEE SRS
Carbon Allo Allo Hardened ~ Hardened WESEINGSIM Castlron  Aluminum  Copper  Non-metal |‘HighTemp NI HLRE

Steels Steels SteeIls Steels Steels A7
(<20HRC) | (20~30HRC) (30~45HRC) (45-55HRC) (55~63HRC) [ RA7

Type of
R Finishing

Suitable
Coolant

A/B|C|D
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© © © - - ® © - - - — | —lolo|o

% /ER
o |l o| 0| - | -—-]o0o]|]eo |- |—-| -] - |=m_loeo

'
© © © - - o o - - - - |Ea—lojo|o

%3 /B
(Dry / Wet)

Lak-e
(Dry / Wet)

% /B
(Dry / Wet)

%R B
(Dry / Wet)

%3 /B
(Dry / Wet)

%R 8L
(Dry / Wet)

%3 /B
(Dry / Wet)

&R 8L
(Dry / Wet)

%3 /B
(Dry / Wet)

L0k
(Dry / Wet)

g /Ed
- - - - (D:rLy/WeIt) o

B
(Dry / Wet)

LWk
(Dry / Wet)
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(Dry / Wet)

o/o0o|j]Oo0|]O0O|lO0O|O0O]O|0O0|0O]|O

g/ Ed
(Dry / Wet)

[ 0F
(Dry / Wet)

% /B
(Dry / Wet)

&R 8L
(Dry / Wet)

&8
© ) - - o ) - - - — |Emlolo|o|-

NI EYEE Type of Finishing — A=i8%58% Bright Finishing B=#&8% Finishing C=th#% Semi Finishing D=#28% Roughing
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Em 7T EE FEZER Product Selection Table (For reference only)

JIB E Bligk EmiER iz R~ BY
Type Flute Model Number Product Classification Appearance Size Page
=7 i ~
3Fides | CEHBO0000A e gh Helx @3 ~ 320 32
7] M7 5E8 -
Square 4 Flutes S -High Helix Cliee e
m7) e i
4Fides | CEHA0000A iah Hel @1 ~ @20 32
R7¥7 M7 5E8 _
Long Flute Square| 4 Flutes SELEL -High Helix (28 =lahy e
=7] = )
TR | 3Fiutes | CERBU000A iah Hel @6 ~ 920 33
Semi-finishing M7 SER ~
AFiites | CERA0000A eiah Helx @6 ~ @20 33
=7
. 3Fijes | CERR30000A @6 ~ 920 33
Roughing Sauare | 7] | cerRa0000A @6 ~ 320 33
4 Flutes
HEFT) =7 | CETF2000000A @1~ @10 34
Taper Square 2 Flutes
-y | ~
e o Fires | CEN20000000A o1 ~ 24 34
LongNeck Squarel - 7] | oeNa0000000A o1 ~04 35
4 Flutes
]
CEBS20000A whEe es@im——— 01R~15R 35
-Micro Dia.
s == -
9] —;  |CEBM20000A moEs 0.1R~045R| 35
Bl 2Flutes | cepm20000A SN— 0R-20R| 3
CEB20000A E 1R~ 10R 35
CEBML20000A = 0R-20R| 35
WERED | —, | CEBL200OA = R-1R | 3
(Extra)Long 2 ﬁutes BERE
Shank Bal CEBMLL20000A | <! == R-R | 3
M
CEBLL20000A R = R-1R | 3
-Extra
3Fijes | CEB30000A 1R~ 10R 36
- mz | CEBMAOO0OA 1R~ 2R 36
4Flutes | oepanoooa e ————— B 36
CEBML40000A 1R~ 2R 36
RAET] m7)
Long Shank Ball 4 Flutes CEBL40000A 3R ~8R 36
=7 HREE240° R
&7 2 Flutes e -Semi Sphere 240° . 1R~6R 37
Semi Sphere Ball 7] RER240° E -
AFires | CEO40000000A oo | 25-60R | 7




BE a2d a2 HESE j Sl S #a2 @ 2R (SRS .
EWE% Finishing
Suitable
Coolant
A|B|C|D
o o o O - O o - O - - |Esooloo
o o o o) — o) o — o) — - |[Emolojo|o
(@) (@) o O — O o — O — - |E ooloo
o o o o) — o) o — o) — - |[Emolojo|o
(@) (@) (@) O — O (@) — O — - |Ea—lojo|o
o o o o) — o) o — o) — - |Eml—lolo|o
©) ©) ©) e — e ©) — — — - |Ea——lo
(¢} (¢} (¢} O - O (¢} - - - = |iEld=<|©
(¢} (¢} (¢} — — O (¢} — — - - o—lolo
©) ©) ©) = = ¢} ©) = — - — | —lolo
© © o — — o o — — — - |E 000 -
©) ©) ©) = = ¢ ©) = — - - |l —lole|o
©) ©) ©) - - ¢} ©) - — — - |Ea—loje|o
©) ©) ©) = = ¢} ©) = — - - | —lole|o
©) ©) ©) - - ¢ ©) - — — - |Ea—loje|o
©) ©) ©) = = ¢} ©) = — - - | —lole|o
©) ©) ©) - - ¢ ©) - — — - |Em—loje|o
@) ©) ©) = = ¢ ©) = — - - | —lole|o
©) ©) ©) - - ¢ ©) - — — - |Em—loje|o
©) ©) ©) = = ¢} ©) = - - - | —lojo|o
o o o - - o o - - - - |Eolo0| - <
o o o — — ® o — — — - | mlole|o|— §.
ol o |  o| -] -—|o|lo| -| -] |- mmooelo- &
o o o — — ® o — — — - |Emlole|o|— ;
©) ©) ©) — — o) ©) — — — - | —loje|o T
©) ©) ©) — — o) ©) — — — - |[Emlolo|o|— %
NI EY%E Type of Finishing = A=#B%&#% Bright Finishing B=#&#t Finishing C=m0h#% Semi Finishing D=#2t Roughing §§
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EmE7TERE FEZER Product Selection Table (For reference only)

73 VIL B EmEH fizik R~ B
Type Flute Model Number Product Classification Appearance Size Page
Taper Bl 2 Flutes CETB2000000A 1R~3R 37
= e — LS
S T] 2 Flutes CENL20000A | 1R~6R 37
Taper Neck Ball B | cenL4oo0oA & 1R~6R 38
4 Flutes
sl =y S 05k~
Long Neck Ball 2 Flutes CEBN20000000A 0.5R~2.0R 38
5 | CECRM2000000A - |
=S1E3
HES) | 2Fltes o cra000000 N o2 | ®
Corner Radius <
4 Flutes CECR(M)4000000A 21 ~@12 39
Long Shank Corner Radius 4 Flutes CECL4000000A B33 ~D12 39
HEERD | =7 | cECNL2000000000A —— 02-06 | 39
Taper Neck Corner Radius 2 Flutes
= el
CEXS20000 'E’E = ) @1~@3 39
-High Helix
=7 L] i}
2Fiutes | CEXM20000 “High Helix p1-02 | 3
= Rl
CEX20000 'E’E = . @3 ~ @20 39
-High Helix
7] RE
Square CEXS30000 _High Helix a3 40
=7 B -
3 Flutes S -High Helix 21~ 04 40
=ER
CEX30000 REL @1~@20 | 40
-High Helix
=7 S -
3 Flutes e -High Helix 23~ 220 41
R7¥T] =7 S8R -
Long F.Square 3 Flutes CEARS0000 -High Helix @3 ~ @20 40
FT(RRE) =7 SEtid] ~
Square(Simx,s Ezige-Wave) 3 Flutes CEXRS30000 -High Helix @6 ~ 320 40
¥ =7 L=t 5
S 3 Flutes CEXSH30000 “Power Cutting @2 ~ 316 41
EEW)| =7 L= akit] -
Corner Radius 3 Flutes SR -Power Cutting 02~ 320 ol
AR T
7] =y | CEXV30000 Hiigh Performance N — 73~ 216 41
Square 3 Flutes ENEEE Y I e~ s — -
CEXV30000-C0000 | 2er rformance_cmmfer@ M‘:_ 23~ 016 41




WM SEE SEE AEN ; 73 T F i FEE |[SES
Carbon Allo AIIoY Hardened ~ Hardened WESIEWIEEIEM Castlron  Aluminum Copper Non-metal EHIghTTEmps Ny
Steels Steels Steels Steels Steels Fedlls Alloys Alloys Bals

R

Suitable
= Coolant
Stainless Cast Iron Aluminum Copper Non-metal High Temp

el
(<20HRC) (20~30HRC) (30~45HRC) (45~55HRC) (55~63HRC)

Steels Alloys Alloys

ITERE
Type of
Finishing

A

B|C

BB
(Dry / Wet)

& /EL
(Dry / Wet)

& 1R
(Dry / Wet)

%o /B
(Dry / Wet)

& /RS
(Dry / Wet)

%3 /B
(Dry / Wet)

& /RS
(Dry / Wet)

%3 /B
(Dry / Wet)

&3 /RS
(Dry / Wet)

©l0|]0|0O0|0|0| 0| 0]|O0O
©/ 0|0 0O0|0|0|0|0]|O0O
©l 0|0 0O0|0|0| 0| 0]|O0O

I

I
o,o0o|/O0|O0]O0O]O|O|0O]|O0O
©l 0|0 0O0|0|0| 0| 0]|O0O

I

I

I

I

Ol 0] 0]O0|]O0|0O0 |0
© 0606|060 0]0]0|0O0|0)|0

©| 0| 0|00 O

— — #xl(wet)

= = &l (Wet)

— — #xl(wet)

— — B (Wet)

©@ 0|0 |0

— — #xl(wet)

©

&l (Wet)

©/ 0600 0|0]|0O

©

O/ 0|O0O|]O0|0| O

— — #xl(wet)

©)

— — E(Wet)

© | O

— — #xl(wet)

ER B
(Dry / Wet)

© | ©

I

I

I

I

I

I

I
©|lo0o|o0| 060|000 0O0|0|]0]|O0O
©lo|O0|]O0Oj]OoO|]O|]OIO|0O0]0O0]|O0O

I

I

%3 /B
(Dry / Wet)

© 0| 0|0

©

© 6|0 |0

— — — — — — — (@) (@) — — #z(Wet)

(©)
©

_ _ — — — — — ) () — — | Ao

NI EYKE Type of Finishing > A=i#B%&#k Bright Finishing B=#&#t Finishing C=th# Semi Finishing D=%8# Roughing
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Em 7T EE FEZER Product Selection Table (For reference only)

73 VIL B EmiER fzik R~ B
Type Flute Model Number Product Classification Appearance Size Page
SER -
) =7 CEXBM20000 High Helix 1R~2R 42
Ball =3
@ ZFltes | cExB20000 'ﬁgi . 25R~80R| 42
-High Helix
RWAERT) =7 58 5
Long Shank Ball 2 Flutes CotElan -High Helix 1R~8R 42
. 2 ﬁatJ CERS20000A 06 ~ 312 42
FERE | 2Fes
Square = -
(inus Edge- 3 Flutes CERS30000A @6 ~ 320 42
Wave) m7]
CERS40000A @6 ~ 320 42
4 Flutes
~7
2 Flutes CESH(M)20000F @2 ~ 316 43
FETIEEAHE 4 ﬁl?tJeS CESH(M)40000F @2 ~ 316 43
Square =7 =Ea
. — = ~
(Power Cutting) 2 Flutes CEHS(M)20000F “High Helix @2 ~ 316 43
m7) TG _
4 Flutes CEHS(M)40000F “High Helix @2 ~ 316 43
CESCM20000-00A . —"E 05~@25 44
=25 = @05-~0
-Helix Angle=25" v
CESC20000-00A 'E @3.0~@12.0 44
F7 e
Square e
- CESCM20000-00A . S 205~@25 44
=7 WZ =45 g- —
2Flites | ceseononn-ooa | HelixAngle=45 L em——30-0120, 4

Enng:;ge CELFC20000-00A | JRESS0 . 030-0120) 4
Square CELFC20000-00A | A4S G s 030~ 0120 44
-Helix Angle=45
_.|cEBcm20000A (&< 05R~075R| 45
%7 =7 e
el 2Flutes | cepconoooa (& " —— wR-6rR | 4
. _. | CEBNCM20000A @ === 0R-10R| 4
REHKT) =7

LongNeckBall | 2Flutes | oy o E 15R~6.0R | 45

- ZHl?tJeS CESG(M)20000A E o1~012 | 45

Square B | cEsaM)40000A BsSF— 202 s
4 Flutes
B =7

Bal 2Flutes | CEBC(M)20000A E‘ 05R~60R| 46

st &k i 50t JOonpodd




Rl @ AEE S RHEm . 7t EE  BaR i FER SRS
EWE% Finishing
Suitable
Coolant
A|/B|C|D
_ _ _ — — — — [®) (©) — —  |&twe) | —| OO | O
_ _ — — — — = [©) (©) — — |®&Wwe) —|O|©| O
_ — — _ — — — () (@) — — | EEwe) —|O|O|O
©) ©) ©) O - - ©) ©) O — O |sgwe) —|O|O
@ @ @ O — — @ @ O — O qiwe) — | OO
©) ©) ©) O - - ©) ©) O — O |[#we)| — O ©)
© © © O — O © © ©) = — | ®@wey —O|O|O
©) ©) ©) O - O ©) ©) O — — | BEwey) —|O|O|O
©) ©) (©) O — O (©) (©) O = — |&we)| —| OO0 O
©) ©) ©) O - O ©) ©) O — — | BEwey) —|O|O|O
_ _ _ — — — = [®) [©) — —  |&Etwe) | —|©|© | O
_ _ _ _ — — — ) (@) — —  |#twey —|O|O|O
_ _ _ _ _ — — [®) [®) — — |#twey OO |O|—
_ _ — — — — — [©) (©) — —  |®Etwey) OO | O|—
_ _ _ — — — = [©) © — —  |®EtWwe) —|©|© | O
_ _ — — — — — [©) (©) — — | ®Etwey) OO |O|—
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EmE7TERE FEZER Product Selection Table (For reference only)

JIB NE Blgk EmiERl itz R~ BHE
Type Flute Model Number Product Classification Appearance Size Page
M520 14025 5% 71251 M520 Carbide End Mills Series
FERR#AE (= 55HRC)INT For Hardened Steel (=55HRC) Machining.
i)
MESS20000A fVEE 002~@30| 48
-Micro Dia.
MESM20000A | @0.2 ~@0.9 48
=7 MESM20000A o1~ 4 48
2 Flutes
MES20000A @3 ~ @25 48
F7 FEDIEY _
Square MESD20000A SShort Flute 1 ~ 312 48
MESS40000A 1 ~03 49
MESM40000A o1~ D4 49
M7
4Flutes | Esann0oa @3 ~ 925 49
=R -
MESD40000A SShort Flute @3~ 312 49
=7 BE
ERTET] 2 Fiutes | MESDL20000A ey 1 ~ 312 49
Long Shank —
m7) =R
S -
quare AFiutes | MESDL40000A SShort Flute @3~ 312 50
R%ETT] =7 -
LongNeck Squere | 2 Flutes MEN20000000A @ o1 ~ @4 50
bl
MEBS20000A fvEE @ 0.05R~15R| 50
-Micro Dia.
MEBM20000A () 0.05R~05R| 50
570 =7 -
& 9 Fiutes | MEB(M)20000A 0.5R ~10.0R 51
VEDJE 5
MEBDM20000A ey o 0.15R~1.50R| 50
MEBD20000A SShort Flute =™ 1R ~6R 50
_ MEBML20000A 1R ~2R 51
RET] —7
Long Shank Ball 2 Flutes MEBL20000A 1R~ 10R 51
VEDJE 5
£ -7 MEBDML20000A e 0.5R ~ 1.5R 51
Long Shank Ball S7]R
ong ShankBall | 2Flutes |\ een) o5000A *ghﬂi 1R~6R 51
-Short Flute
7 M7 .
v Bl 4Fies | MEB(M)40000A @ 1R ~8R 51
3 =7 MEBN20000000A (] 0.5R ~2.0R 52
Q BT 2 Flutes ' )
§ Long Neck Ball A Elijes MEBN40000000A 05R~20R| 52
= =7 s
= Fm:@;)ﬂ 3Fites | MECDL30000A SShort Flute @3~ 312 53
ong Shsn S
=] Corner Rad L) 7R -
;Iél orner Radius 4 Flutes MECDL40000A ShorEiute @3~ D12 53
&
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EmETELEREZER Product Selection Table (For reference only)

LS T8 BUsg EmiEl i R HH

Type Flute Model Number Product Classification Appearance Size Page

M520 {4 5 $f$% 71 %51 M520 Carbide End Mills Series

FEFRR A E S (= 55HRC) AN L For Hardened Steel (=55HRC) Machining.

=7
9 Flutes | MECR(M)2000000A o1~ @12 52
EE7] ~
Comner Radius mz | MECRAJ00000A @3 ~ 12 53
4 Flutes 578y _
MECD(M)4000000A | 7o 5 21 ~212 53
REEST] 9 ﬁl?tjes MECRN2000000000A o1~ 06 54
Long Neck m7
Corner Radius MECRN4000000000A o1 ~06 55
4 Flutes

FEFRR A 8N T (BliEsRET)
For Stainless Steel (300 Series) Machining. (Circular Flute)
m7 oL
4 Flutes LB A -High Helix

FEFRRY I R 44(=50HRC)AN T For Alloy Steel (=50HRC) Machining.

AEPE & [Ei#:25t Unequal Flute Spacing Angle & Circular Flute.

m7) L

4 Flutes LUEREILELS -High Helix @
FERR STEME (=55HRC)INT For High Hardened Steel (=55HRC) Machining.
3 HEL]HI Heavy Duty Cutting.

@3~20 56

@3~ 216 56

=7 $a7)R ~
3Fiutes  [ERE -Short Flute @3~ @12 56

* 7R )
Square mpy |VEHHDOO00A “Short Flute @3-012 | 56
AFIUtes | mEHH40000A o3-020 | 56

E=7) M7 }
Corner Radius 4 Flutes MEHHCR4000000A @3 ~ @20 58

FEFAIR 844 E(=55HRC) AT For High Hardened Steel (=55HRC) Machining.
Sl 8% 7] High Rigidity End Mill (R55EE & Z0\&5&5t Unequal Flute Spacing Angle & Duo Core Dia.)

H#ERY ! -~
MEP40000A BEL O NNS—— w-on =
-Standard . e
7 7 1 ! =
*) B7 | Mepaoooo-cooooa | EIBE O N\NS——— w-on| o
Square 4 Flutes -Chamfering . e
) : —
MEP40000-R0000A | REE O N—— w-on | o
-Corner Radius 3 — —

EBRARERSE - FH#M=MEMI For High Temp Alloys and Stainless Steel (300 Series) Machining with High Efficiency.
AEE & A EIZEARERET Chattering is decreased with unequal flute spacing angle & nonequivalent helix angle.

7] 7] AR
Square 4 Flutes e -High Performance

FEFR S E (= 55HRC)EMEN T For High Hardened Steel (=55HRC) Machining with High Efficiency.
EIE & AFEIEAMERET Chattering is decreased with unequal flute spacing angle & nonequivalent helix angle.

57

7] 7] e @ ~
Square 4 Flutes BB -High Performance © @3 ~ @12 57
EE7] m7 ERE )

Corner Radius 4 Flutes e -High Performance @3 ~ 220 58

7 m7) =R ~

Ball 4 Flutes REHED A -High Performance 2.5R~10R 58

FEFRRSEME(S55HRC)IT
For High Hardened Steel (=55HRC) Machining.

¥7 7~ SiER ~

Square 6 Flutes MEDEOOGOA -High Hardness @6 ~ @25 59
RIF7 N ShEE —— )

Long Flute Square 6 Flutes MEDF60000A -High Hardness e S S e Sy @6 ~ @25 59
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EmE7TERE FEZER Product Selection Table (For reference only)

LS T8 BUsg EmiEl i R HH

Type Flute Model Number Product Classification Appearance Size Page

BEFEE IR High Tolerance End Mills

B RFFF
MEBYS20000A iy &@is=——— 0R~15R | 59
-High Tolerance

¥7 2 Flutes EBTARCLLIE -High Tolerance D=2l =
=T M
Ball MEBY20000A 'E’.*ﬁgi 1R~3R 60
-High Tolerance
m7) BEED _
4 Flutes LEBARLLL -High Tolerance Iri= 2 oL
7] 7] AR
Ball 4 Flutes ARG -High Tolerance 3R 60
e )
- MECYM2000000A AR 21~@3 60
-y -High Tolerance
== =4 R
BR7) 2Fltes | yiecy2000000A AR 04 ~ 26 60
Corner Radius -High Tolerance
m7 BRER 5
4 Flutes MR -High Tolerance 23~ 6 60

N620 2=k 5 8#% J1Z 51 N620 Carbide End Mills Series
FER S @1 (45~63HRC)HNT For Hardened Steel (45~63HRC) Machining.

BNE(DRA) -
—5  NESDM2000CA o o1~ o4 62
=y kil . S—
2Flutes | \ESp20000A RTIE(IRA) P 26 ~ @12 62
-Short Flute

=7

s | ——— o:-
¥7 3Flutes | NESDSUU00A -Short Flute @3 ~ 012 62
i . o
4Fiutes [REREUNEEEEEE -Short Flute 21 ~012 62

AFlutes | NED(M)40000A eora @ 31 ~ 312 6
Fu e N =-
6 Flutes NEHD6C000A -Short Flute @6 ~ 220 62
REFET) )| 7B (RA) e )
LongNeck Square| 2 Flutes | NEOND2O000000A ™ o, o Filte —————— 005~050 63
4R e
- myp | NECOM40000A "R S ————— 010~025| 63
¢ Raci S 77]Fl R —
Corer Radius 4 Flutes NECD40000000A FEDME . 6
-Short Flute
R
NEB20000A s S R-R | 63
-Standard =
7] =7 DI |
Ball 2 Flutes WEEDLRAL 1t -Short Flute @ [ — 0.05R ~1.5R 63
b EDIE] e .
NEBD20000A o e _ 1R ~6R 63
v NEBL20000A e — R-6R 64
3 BT =7 BE —— —
g Long Shank Ball | 2Flutes | NCoDML20000A -Short Flute e : 0.5R~15R | 64
S FUIED —_—— =
8 NEBDL20000A e E&F———— R | &
EEHT] =7 L] — -
= LongNeckBall | 2 Flutes | NEOND20000000A = o o Fiute ————— 03R-~30R| &4
;Iél Square 4 Flutes D -High Tolerance @ @1~012 62
%7 =7 EiEEL =g )
:ﬁ% Ball 2 Flutes i -High Tolerance @ S — DB = BIOR &
=
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EmE7TERE FEZER Product Selection Table (For reference only)

LS T8 BUsg EmiEl TR

Type Flute Model Number Product Classification Appearance

R~ HE
Size Page

$EME S48 71% 5 Carbide Composites Cutter

£7) | CEF(M))"0000D EL-DIARTZE Q4~012 | 66

¥ Multiple -Standard-DIA Coating
S HET_p T 2%
auare Flte  [CEF(M)oooooa | RFEL-RDVAZE e | 5

-Standard-RD Coating

#53M A B2t )2 51 Carbide Special Cutter
TEIET) 4}?1:?125 CEK000000000 a4 ~ 312 68
I

Slot Cutters 10121167

K _

Weysea) | 1012116 Fiutes | AEKO00000000 '} — 216 ~ @30 68
m/737) )

ST | 406 Flutes | CEC000000000 ﬂi_:f_— @4~ g12 69

Convex Cutters | 10/12/167] 3 _
1012116 Fluges | EC000000000 K @16~@30 | 69
BRMST | gy | CECSO000000000 | 45° ’]i" : @3 ~ 312 69
Angular | el e '
Cutters(Dovetai) CECS00000000000 | 60° K" : @3 ~ @12 69
SRMRMAHT| gy | CECSWO00000000 |60 e —— R ECE
/\ o e ——|

W-Angular

Cuters(ovetai) | +® FIUS | cEcawinooonooon | eo° = 06-012 | 69
BENMHT | _; CEC2N0NNA o SET— x|

V-pointed 2 Flutes .
End Mills CEC20000000A 120 EE @3~@20 | 70
ARA#T] =7 <N ~
Inner Radius Cutter 2 Flutes CEIRZI000C000 ‘\ 0.5R ~6.0R 71
REERHT - .
. =7 2% 8Y-Standard oy
Flat Chamfering 2 Flutes CEFC00000 60/90/120° . @3 ~ 216 70
Cutter
E7 1Z#E8Y-Standard £ -
J— itiye |CEFC100000 e Q « @3~012 | 71
ElEitT E7) FARZ-Long Shan p
Multifunctional 1 Flute CEFCL 100000 60/90° g QD @3~ @12 71
Chamfer Cutter = SR
(Chamfering- =7 | \MEFCD300000A R Standard - @ @3~g12 | 71
Spotting- 3 Flutes 60/90
Engraving) =7 MEFCDL300000A R#3-Long Shank@ @3 ~ 12 71
3 Flutes 60/90°
i) 87 CEUM)000000 %8 Standard Q) 20

Engraving Cutter 1 Flutes 30/60/90°

B[R JJE %5 Carbide Tools For Lathe

3 =7 MR

& 2Flutes | CLESZ0000A With Small Shank @2 ~ @12 73
= Saare 4&;7368 CLES40000A f&ﬁﬁgﬂ;ﬁhank dh-o16 | 73
i
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b=t
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o
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JIB NE it iz EmiERl itz R~ BY
Type Flute Model Number Product Classification Appearance Size Page

2 ﬁfes CSHI200000-000A ﬁﬁi‘iﬂ%%*% M‘ @50~0103 75

Eﬁe MSHIA100000-000A ﬁﬁﬁﬁgﬁﬁ W‘—E‘ﬂo.emmm 75
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3§l;7tjes SR ’)’é‘i'i,:"\f;:slggﬁ f E‘ @5.9~@7.9 75

5 Eft]es CTSE500000-000A 9Ef fiff;:_slsoo*m __"_‘ 209~g199l 75

3 ﬁl?tjes GUSLEUINIERL LA ﬁfﬁﬁ%ﬁﬁ E‘ @30~259| 76

Ezﬁ:n 55%?93 cTsis00000-0008 | PREREL ISORAR $‘®9-9~@19-9 25
sogurve | 27 lcrseugonvonon | EEUNERRE | g — 055~ 07| 7o
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"RO GRAIN CARBIDE END MILLS

50HRC) » 58~ BMEBMIT(SB/WEE) -
= 50HRC), cast iron and aluminum/copper alloy machining.
F&E- "

x-color is “yellow”.




CHS4-A LCL-L
R -S22085 T #t T)EE-1R R -47] R ETIE

-\ il
(Cutting J [Cutting

#BHHsk Bright Finishing —
5k Finishing O
gt Semi Finishing [©)
% Roughing O
= Cﬂﬁ 2R BEM | RFRER ERERTREARER 12 ME 2R Bl -t
Diameter Lengtﬁ O.AL. Thread Wrench Coated Order No. Thread Diameter O.AL. Order No.
8.0 8 17.0 | M4X0.7 TCO6 CHS40800A M5 X 0.8 10 75 LCL010-075L
10.0 10 200 |M5X%0.8 TCO7 CHS41000A M5 X 0.8 10 100 LCLO010-100L
12.0 12 232 | M6X1.0 TCO08 CHS41200A M5 X 0.8 10 150 LCL010-150L
16.0 16 300 |[M8%1.25 TC11 CHS41600A M6 X 1.0 12 75 LCL012-075L
20.0 20 372 |M10X15 TC15 CHS42000A M6 X 1.0 12 100 LCLO012-100L
25.0 25 447 |M12Xx1.75| TC19 CHS42500A M6 X 1.0 12 150 LCLO012-150L
32.0 32 552 | M16X2.0 TC24 CHS43200A M6 X 1.0 12 200 LCLO012-200L
M8 X 1.25 16 100 LCLO016-100L
CHB4-A M8 X 1.25 16 150 LCL016-150L
- 1 Of -} 5 U - .
&ﬁﬂ:ﬂ SZZO&%ﬂﬂﬂ?ﬁéﬁﬂuﬁ g&i’ 433 M8 X 1.25 16 200 LCL016-200L
M8 X 1.25 16 250 LCLO016-250L
M10 X 1.5 20 100 LCL020-100L
2 m ’ @ @ M10 X 1.5 20 150 LCL020-150L
( -\ HRC, M\E\\lneg
Bohing | (Emie % 05 M10 X 1.5 20 200 LCL020-200L
M10 X 1.5 20 250 LCL020-250L
M10 X 1.5 20 300 LCL020-300L
M12 X 1.75 25 100 LCL025-100L
M12 X 1.75 25 150 LCL025-150L
M12 X 1.75 25 200 LCL025-200L
T S P — M12 X 1.75 25 250 LCL025-250L
W8k Finshing [® M12 X 1.75 25 300 LCL025-300L
o 9 M16 X 2.0 32 100 LCL032-100L
#8% Roughing O -
— = M16 X 2.0 32 150 LCLO032-150L
Wi C?f}g 2E M %; mﬂ%ﬂz’f"ﬁ M16 X 2.0 2 200 LCL032-200L
R Length OAL. Thread | \\oich Order No. M16 X 2.0 32 250 LCL032-250L
4.0R 8 17.0 | M4Xx0.7 TCO06 CHB40400A TGRS0 82 500 LEL052:3008
5.0R 10 200 |M5X%0.8 TCO7 CHB40500A
6.0R 12 232 | M6X1.0 TCO8 CHB40600A
8.0R 16 300 |M8X1.25 TC11 CHB40800A LCN-L-E
10.0R 20 372  |M10X1.5 TC15 CHB41000A L o= == ]
12.5R 25 447  |M12x1.75| TC19 CHB41250A ﬁiﬁlh”ﬁnh: "Ei
CHCR4-A

IR -S2205HE & IEH-1R4EE-47]

%
Dry &
\Cutting

e OSSO mEos | ——

TR gom | s | BSR | e | PR 1 e
B Semi Finishing ) Thread Diameter O.ALL. N Order No.
R ° Length Dia.
M6 X 1.0 1.7 30 75 12 |LCNO011-075L-030E
M | RE | s | 2R | BAM | EFER| @MORES Mex 10 | 117 40 100 12 |LONO11-100L-040E
Diameter R Length O.ALL. Thread | Wrench | Coated Order No. M6 X 1.0 117 50 150 12 LCNO011-150L-050E
80 | 05R 8 170 |M4x07 | TCO06 | CHCR4080005A M8 X 1.25 15.7 40 100 16 |LCNO15-100L-040E
R B 70 maxor R M8 X 1.25 15.7 50 150 16 |LCNO15-150L-050E
80 | 20R 8 17.0 |M4X0.7 | TC06 | CHCR4080020A M10 X 1.5 19.5 40 100 20 |LCNO019-100L-040E
100 | 05R 10 200 |M5X0.8 | TCO7 | CHCRA4100005A M10 x 1.5 19.5 50 150 20 |LCNO019-150L-050E
100 | 1.0R 10 200 |M5X0.8 | TCO7 | CHCR4100010A M10 X 1.5 19.5 60 200 20 |LCNO019-200L-060E
10.0 | 20R 10 200 |M5%0.8 | TCO7 | CHCR4100020A M12X1.75| 245 40 100 25  |LCN024-100L-040E
12.0 1.0R 12 232 |M6x1.0 | TCO8 | CHCR4120010A M12X1.75| 245 50 150 25  |LCN024-150L-050E
120 | 2.0R 12 232 |M6X1.0 | TC08 | CHCRA4120020A M12 X175 245 60 200 25  |LCN024-200L-060E
120 | 3.0R 12 232 |M6X1.0 | TC08 | CHCR4120030A M12X1.75| 245 80 250 25  |LCN024-250L-080E
160 | 1.0R 16 300 |M8X1.25| TC11 | CHCR4160010A M16 X 2.0 315 40 100 32 |LCNO31-100L-040E
160 | 2.0R 16 300 |M8X1.25| TC11 | CHCR4160020A M16 X 2.0 31.5 50 150 32 |LCN031-150L-050E
160 | 3.0R 16 300 |M8X1.25| TC11 | CHCR4160030A M16 X 2.0 315 60 200 32 |LCNO31-200L-060E
200 | 20R 20 372 |M10X15 | TC15 | CHCR4200020A M16 X 2.0 315 80 250 32 |LCNO31-250L-080E
200 | 3.0R 20 372 |M10X1.5| TC15 | CHCR4200030A
200 | 4.0R 20 372 |M10X1.5| TC15 | CHCR4200040A




CESS2-A /| CESM2-A CES2-A
S22085H1F &t 7]-tatA/ MEEL-27] S2205H T &t 7)-1R4EEL-27)

p)
2 v

Dry © [Emuision|

Cutting J (Cutting

00005 EN

EL TXY XA

8% Bright Finishing — #B##$% Bright Finishing —
8% Finishing (@] &% Finishing O
gk Semi Finishing (@] gk Semi Finishing [6)
88 Roughing O #88% Roughing O
7 o= 28 JPE | mmmms 7 o S JE | mmsmes
Diameter O.ALL. N Coated Order No. Diameter O.AL. N Coated Order No.
Length Dia. Length Dia.
0.2 0.4 50 3 CESS20020A 1.0 3 50 6 CES20100A
0.25 0.5 50 3 CESS20025A 1.5 4 50 6 CES20150A
0.3 0.6 50 3 CESS20030A 2.0 5 50 6 CES20200A
0.35 0.7 50 3 CESS20035A 25 6 50 6 CES20250A
0.4 0.8 50 3 CESS20040A 3.0 8 50 6 CES20300A
0.5 1.0 50 3] CESS20050A 3.5 9 50 6 CES20350A
0.6 1.5 50 3 CESS20060A 4.0 10 50 6 CES20400A
0.7 2.0 50 3 CESS20070A 4.5 1 50 6 CES20450A
0.8 2.0 50 3 CESS20080A 5.0 13 50 6 CES20500A
0.9 2.0 50 3 CESS20090A 5.5 14 50 6 CES20550A
1.0 3.0 50 3 CESS20100A 6.0 15 50 6 CES20600A
1.5 4.0 50 3 CESS20150A 6.5 16 60 8 CES20650A
2.0 5.0 50 3 CESS20200A 7.0 18 60 8 CES20700A
25 6.0 50 3 CESS20250A 7.5 18 60 8 CES20750A
3.0 8.0 50 3 CESS20300A 8.0 20 60 8 CES20800A
8.5 20 75 10 CES20850A
0.2 0.4 50 4 CESM20020A 9.0 22 75 10 CES20900A
0.25 0.5 50 4 CESM20025A 9.5 22 75 10 CES20950A
0.3 0.6 50 4 CESM20030A 10.0 25 75 10 CES21000A
0.35 0.7 50 4 CESM20035A 10.0 30 75 10 CES21000300CA
0.4 0.8 50 4 CESM20040A 10.5 25 75 12 CES21050A
0.5 1.0 50 4 CESM20050A 11.0 25 75 12 CES21100A
0.6 1.5 50 4 CESM20060A 11.5 25 75 12 CES21150A
0.7 2.0 50 4 CESM20070A 12.0 30 75 12 CES21200A
0.8 2.0 50 4 CESM20080A 12.0 36 75 12 CES21200360CA
0.9 2.0 50 4 CESM20090A 13.0 30 75 14 CES2130014A
1.0 3.0 50 4 CESM20100A 14.0 30 75 14 CES2140014A
1.5 4.0 50 4 CESM20150A 15.0 35 100 16 CES21500A
2.0 5.0 50 4 CESM20200A 16.0 35 100 16 CES21600A
2.5 6.0 50 4 CESM20250A 16.0 45 100 16 CES21600450CA
3.0 8.0 50 4 CESM20300A 18.0 40 100 18 CES2180018A
B35 9.0 50 4 CESM20350A 18.0 40 100 20 CES21800A
4.0 10.0 50 4 CESM20400A 20.0 45 100 20 CES22000A
25.0 45 100 25 CES22500A




CESM2-A CES2-A
S2205H T &t 7]-MREEEEL-27) S22035H T &t 7)-BH 2 EL-27)

% -\ HRC 7
pryC | |Emuision) bs] 01 Dry ©
\Cutting Cutting (Cutting

 TXTX TXT-F

#B#Hk Bright Finishing — 8% Bright Finishing —
#&8% Finishing (@] 8% Finishing O
3% Semi Finishing (€} th§% Semi Finishing (@]
#88t Roughing (@] #8#% Roughing O
7E o 2R JE | e 7 o 28 JPE | mmames
Diameter O.AL. N Coated Order No. Diameter O.ALL. N Coated Order No.
Length Dia. Length Dia.
1.1 3 50 4 CESM20110A 1.1 3 50 6 CES20110A
1.2 3 50 4 CESM20120A 1.2 3 50 6 CES20120A
1.3 3 50 4 CESM20130A 1.3 3 50 6 CES20130A
14 3 50 4 CESM20140A 1.4 3 50 6 CES20140A
1.6 4 50 4 CESM20160A 1.6 4 50 6 CES20160A
1.7 4 50 4 CESM20170A 1.7 4 50 6 CES20170A
1.8 4 50 4 CESM20180A 1.8 4 50 6 CES20180A
1.9 4 50 4 CESM20190A 1.9 4 50 6 CES20190A
2.1 5 50 4 CESM20210A 21 5 50 6 CES20210A
2.2 5 50 4 CESM20220A 2.2 5 50 6 CES20220A
2.3 5 50 4 CESM20230A 2.3 5 50 6 CES20230A
24 5 50 4 CESM20240A 24 5 50 6 CES20240A
2.6 6 50 4 CESM20260A 2.6 6 50 6 CES20260A
2.7 6 50 4 CESM20270A 2.7 6 50 6 CES20270A
2.8 6 50 4 CESM20280A 2.8 6 50 6 CES20280A
2.9 6 50 4 CESM20290A 2.9 6 50 6 CES20290A
3.1 8 50 4 CESM20310A 3.1 8 50 6 CES20310A
3.2 8 50 4 CESM20320A 3.2 8 50 6 CES20320A
3.3 8 50 4 CESM20330A 3.3 8 50 6 CES20330A
3.4 8 50 4 CESM20340A 3.4 8 50 6 CES20340A
3.6 9 50 4 CESM20360A 3.6 9 50 6 CES20360A
3.7 9 50 4 CESM20370A 3.7 9 50 6 CES20370A
3.8 9 50 4 CESM20380A 3.8 9 50 6 CES20380A
3.9 9 50 4 CESM20390A 3.9 9 50 6 CES20390A




CES2-A CEI2-A
S220355 T 8t 7)-BH 2 EL-27) S2205H T #t 7]- KT EL-23]

e ® oG Eo 7 b PO G Eo
(Cutting Cutting , (Cutting

8% Bright Finishing — #B##$% Bright Finishing —
8% Finishing (@] &% Finishing O
gk Semi Finishing (@] gk Semi Finishing [6)
88 Roughing O #88% Roughing O
7 o 28 JRE | mmmms 7 o S JE | mmsmes
Diameter O.ALL. N Coated Order No. Diameter O.AL. N Coated Order No.
Length Dia. Length Dia.
4.1 10 50 6 CES20410A 1/16(1.58) 5 50 4 CEI20116A
4.2 10 50 6 CES20420A 5/64(1.98) 5 50 4 CEI20564A
4.3 10 50 6 CES20430A 3/32(2.38) 6 50 4 CEI20332A
4.4 1 50 6 CES20440A 1/8 (3.18) 10 50 4 CEI20108A
4.6 1 50 6 CES20460A 5/32(3.97) 10 50 6 CEI20532A
4.7 1 50 6 CES20470A 3/16(4.76) 13 50 6 CEI20316A
4.8 1" 50 6 CES20480A 1/4 (6.35) 18 60 8 CEI20104A
4.9 1 50 6 CES20490A 5/16(7.94) 20 60 8 CEI20516A
51 13 50 6 CES20510A 3/8 (9.53) 21 75 10 CEI20308A
5.2 13 50 6 CES20520A 112 (12.7) 25 75 12 CEI20102A
5.3 13 50 6 CES20530A
5.4 13 50 6 CES20540A
5.6 14 50 6 CES20560A
5.7 14 50 6 CES20570A
5.8 14 50 6 CES20580A
6.1 15 60 8 CES20610 S2205HF ##7]-RIVIVR(IREE) /R E-
6.2 15 60 8 CES20620A 2 3J
6.3 15 60 8 CES20630A
6.4 15 60 8 CES20640A
6.6 16 60 8 CES20660A
6.7 16 60 8 CES20670A B Eﬂ @ @ @ (] 01
6.8 16 60 8 CES20680A ey e
6.9 16 60 8 CES20690A
71 18 60 8 CES20710A
7.2 18 60 8 CES20720A
7.3 18 60 8 CES20730A
7.4 18 60 8 CES20740A
7.6 18 60 8 CES20760A A Bright Finishing -
$B8% Finishing O
7.7 18 60 8 CES20770A FrT— o
7.8 18 60 8 CES20780A 188 Roughing o
7.9 18 60 8 CES20790A ; TE i N .
8.1 20 75 10 CES20810A . 7iE Cutting 2R Shank SEIRAT IR ARS
Diameter O.AL. N Coated Order No.
8.2 20 75 10 CES20820A Length Dia.
8.3 20 75 10 CES20830A 2.0 10 50 4 CELFM20200A
8.4 20 75 10 CES20840A 3.0 15 60 4 CELFM20300A
8.6 20 75 10 CES20860A 4.0 20 60 4 CELFM20400A
8.7 20 75 10 CES20870A
8.8 20 75 10 CES20880A 3.0 15 60 6 CELF20300A
8.9 20 75 10 CES20890A 4.0 20 60 6 CELF20400A
9.1 22 75 10 CES20910A 5.0 25 75 6 CELF20500A
9.2 22 75 10 CES20920A 6.0 30 75 6 CELF20600A
9.3 22 75 10 CES20930A 8.0 35 100 8 CELF20800A
9.4 22 75 10 CES20940A 10.0 45 100 10 CELF21000A
9.6 22 75 10 CES20960A 12.0 45 100 12 CELF21200A
9.7 22 75 10 CES20970A 14.0 70 150 14 CELF2140014A
9.8 22 75 10 CES20980A 14.0 70 150 16 CELF21400A
9.9 22 75 10 CES20990A 16.0 70 150 16 CELF21600A
10.1 25 75 12 CES21010A 18.0 75 150 20 CELF21800A
10.2 25 75 12 CES21020A 20.0 75 150 20 CELF22000A
10.3 25 75 12 CES21030A 25.0 75 150 25 CELF22500A
10.4 25 75 12 CES21040A
10.6 25 75 12 CES21060A 10.0 55 100 10 CEFF21000A
10.7 25 75 12 CES21070A 12.0 55 100 12 CEFF21200A
10.8 25 75 12 CES21080A 16.0 80 150 16 CEFF21600A
10.9 25 75 12 CES21090A 20.0 90 150 20 CEFF22000A




CESM3-A /| CES3-A
S22088 T8k 7]-/\iR /1B HERY-3T]
CELS2-A

S2205&58AF x7]-RiREL-27] L7 {—'ﬂ > @ @ 02

i) S éHE
(Cutting J |Cutting

#B¥58% Bright Finishing —
#8# Finishing o
ik Semi Finishing (@)
#2#EE% Bright Finishing -_— $H#% Roughing O
#&8% Finishing (@] .
e _ 7 & o .
1% Semi Finishing (¢) 7:"% CZ{“E;] 25 ST:nk ﬁﬁﬁ]’pﬁﬁyﬁ
B85 Rouohing o Diameter 9 OAL. G Coated Order No.
= po Length Dia.
7 = . N
i 75 2R " SEIATIRESE 20 5 50 4 CESM30200A
Diameter Cutting O.AL Shapk Coated Order No
Length AL Dia. : 2.5 6 50 4 CESM30250A
3.0 8 75 6 CELS20300A 3.0 8 50 4 CESM30300A
4.0 10 75 6 CELS20400A 315/ 9 50 4 CESM30350A
6.0 15 75 6 CELS20600A
8.0 20 100 8 CELS20800A 2.0 5 50 6 CES30200A
10.0 25 100 10 CELS21000A 25 6 50 6 CES30250A
12.0 30 100 12 CELS21200A 3.0 8 50 6 CES30300A
3.5 9 50 6 CES30350A
4.0 10 50 6 CES30400A
45 1 50 6 CES30450A
5.0 13 50 6 CES30500A
5.5 14 50 6 CES30550A
6.0 15 50 6 CES30600A
6.5 16 60 8 CES30650A
7.0 18 60 8 CES30700A
75 18 60 8 CES30750A
8.0 20 60 8 CES30800A
8.5 20 75 10 CES30850A
9.0 22 75 10 CES30900A
9.5 22 75 10 CES30950A
10.0 25 75 10 CES31000A
CELS4-A
y 105 25 75 12 CES31050A
SZZO&%&I&I$§*D'EM§:'433 11.0 25 75 12 CES31100A
115 25 75 12 CES31150A
12.0 30 75 12 CES31200A
A2 13.0 30 75 14 CES3130014A
4 '? ) [
Bt | (E @ @ Q 02 14.0 30 75 14 CES3140014A
15.0 35 100 16 CES31500A
16.0 35 100 16 CES31600A
CESS4-A /| CESM4-A
4 1
S S220#58RF 8k 744/ IVAREL-4T)
ek Finishing ©
gk Semi Finishing O -
(A% Rovoting — e, ) e @ ® @ [2] 02
- [ + o
7@ o= 28 JRE | s
Diameter 9 O.A.L. N Coated Order No.
Length Dia.
3.0 8 75 6 CELS40300A
4.0 10 75 6 CELS40400A
5.0 13 75 6 CELS40500A
6.0 15 75 6 CELS40600A
8.0 20 100 8 CELS40800A i Bright Fiishing o
#4% Finishing o
10.0 25 100 10 CELS41000A o 3
12.0 30 100 12 CELS41200A 5 Roughing =
16.0 40 150 16 CELS41600A - e e .
20.0 40 150 20 CELS42000A iE it R Shank EIREIIBARSR
Diameter O.ALL. N Coated Order No.
Length Dia.
1.0 3 50 3 CESS40100A
15 4 50 3 CESS40150A
2.0 5 50 3 CESS40200A
2.5 6 50 3 CESS40250A
3.0 8 50 3 CESS40300A
1.0 3 50 4 CESMA40100A
15 4 50 4 CESMA40150A
2.0 5 50 4 CESMA40200A
2.5 6 50 4 CESMA40250A
3.0 8 50 4 CESMA40300A
3.5 9 50 4 CESMA40350A
4.0 10 50 4 CESMA40400A




CES4-A CELFM4-A /| CELF4-A | CEFF4-A
S22085HT¢ 8t 71-5H/ (MK EL-4 7] S2205H T & 71-R I IME(HRE) /R ITIE-4

= e E
(Cutting | (Cutting

7 -\ il
ol | e @ @ @ ] 02
Cutting \Cutting

#B#§#% Bright Finishing O
¥afk Finishing O
ik Semi Finishing (@] @B Bright Finishing [¢)
#8#% Roughing — #8k Finishing [©]
7JE m — gk Semi Finishing O
. 7 ® o 5 188 Roushing —
77 H
78 Cutting 2R Shank SERRRT B4R SR
Diameter O.AL. N Coated Order No. 7 s
Length Dia. nE o 28 i SEIRETHRES
= Cutting Shank ? "
3.0 8 50 6 CES40300A Diameter Length O.AL. Dia Coated Order No.
Z'g 190 ig § gizzgiggﬁ 1.0 5 50 4 CELFMA40100A
: 2.0 10 50 4 CELFMA40200A
gz 1; :g 2 Eizjg‘;f)gﬁ 3.0 15 60 4 CELFMA40300A
- 4.0 20 60 4 CELFMA40400A
55 14 50 6 CES40550A
gg 12 gg g gizjggggﬁ 3.0 15 60 6 CELF40300A
7'0 m e~ s CESA0700A 4.0 20 60 6 CELF40400A
7'5 s - s CESA0750A 5.0 25 75 6 CELF40500A
3'0 2% o s CES40800A 6.0 30 75 6 CELF40600A
- > Z ] CESA0850A 8.0 35 100 8 CELF40800A
83 0 2 0 0650 10.0 45 100 10 CELF41000A
3'0 zi 6] 12 gEgiggOgﬁ 12.0 45 100 12 CELF41200A
] £ 5 ;5 ] CESA1 2 N 14.0 70 150 14 CELF4140014A
0.0 5 5 0 000 14.0 70 150 16 CELF41400A
:g.o 20 s 12 gizﬂgogi‘mcp‘ 16.0 70 150 16 CELF41600A
11'5 25 ;5 - CES4115 A 18.0 75 150 20 CELF41800A
” '2 22 72 2 CESaT] ggA 20.0 75 150 20 CELF42000A
: 25.0 75 150 25 CELF42500A
12.0 30 75 12 CES41200A
120 ® s 12| CESHTZ00360A 100 5 100 10| ceFFatooon
14'0 » ” CESA140014A 12.0 55 100 12 CEFF41200A
15'0 s 17050 6 CESA1500A 16.0 80 150 16 CEFF41600A
2 20.0 90 150 20 CEFF42000A
16.0 35 100 16 CES41600A
16.0 45 100 16 CES41600450CA
18.0 40 100 18 CES4180018A
18.0 40 100 20 CES41800A CEHM4-A | CEH4-A
: T i == 3, T
20.0 45 100 20 CES42000A S220$5HT & T)-HE IR/ BHEIEER-47)
25.0 45 100 25 CES42500A
CEH3-A o @ @ @ 02
N B 3P 4 1 * :
S220353AF #t7)-E B EEL-37)
e
B, ) e @ @ @ 09
#2#8% Bright Finishing [e]
&k Finishing o
gk Semi Finishing o
i #8% Roughing @]
- ]
7, i
e il 25 IR SRR
#BH3% Bright Finishing [¢) Riametey Length QAL Dia. EoatedOicerios
FE - 10 3 50 4 CEHMA40100A
8% Roushing [® 2.0 5 50 4 CEHMA40200A
i nE e e
Length o Dia. ' 2.0 5 50 6 CEH40200A
3.0 8 50 6 CEH30300A 3.0 8 50 6 CEH40300A
4.0 10 50 6 CEH30400A 4.0 10 50 6 CEH40400A
5.0 13 50 6 CEH30500A 5.0 13 50 6 CEH40500A
6.0 15 50 6 CEH30600A 6.0 15 50 6 CEH40600A
8.0 20 60 8 CEH30800A 8.0 20 60 8 CEH40800A
10.0 25 75 10 CEH31000A 10.0 25 75 10 CEH41000A
12.0 30 75 12 CEH31200A 12.0 30 75 12 CEH41200A
16.0 35 100 16 CEH31600A 16.0 35 100 16 CEH41600A
20.0 40 100 20 CEH32000A 20.0 40 100 20 CEH42000A




CEHF4-A
S2205H T #t7)-HERIIE-47)

CERR3-A
S2205HH BT K 7)-1RHEE-37)

7
Dry ©
(Cutting

b -\
Dry © Emulsion |
Bliing | (Eltthg

*Som

#B#Hk Bright Finishing O 8% Bright Finishing —
#gk Finishing (@) 8% Finishing —
1k Semi Finishing (¢) thi Semi Finishing O
8 Roughing O #8#% Roughing
7 picd 7 Pt
nE A= 2R JE | e N s 28 JPE | mmames
Diameter g OAL. é Coated Order No. Diameter 9 OAL. é Coated Order No.
Length Dia. Length Dia.
3.0 15 60 6 CEHF40300A 6.0 15 50 6 CERR30600A
4.0 20 60 6 CEHF40400A 8.0 20 60 8 CERR30800A
5.0 25 75 6 CEHF40500A 10.0 25 75 10 CERR31000A
6.0 30 75 6 CEHF40600A 12.0 30 75 12 CERR31200A
8.0 45 100 8 CEHF40800A 16.0 40 100 16 CERR31600A
10.0 55 100 10 CEHF41000A 20.0 45 100 20 CERR32000A
12.0 55 100 12 CEHF41200A
14.0 75 150 14 CEHF41400A
16.0 75 150 16 CEHF41600A
18.0 ) 150 18 CEHF41800A
20.0 ) 150 20 CEHF42000A
CER3-A
= = 11
S220858R T £t 7])-=85055-37)
o
e, Emt @ @ @ 01
CERR4-A
3 - }E8 3 1) .
S220§5HH T 8L 7)-1EHERL-47]
HBHER Bri inishing —_ =
T o o) st @ @ @ 02
gk Semi Finishing (@]}
8% Roughing o
i
7 o= 25 iz ERETIRER
Diameter Lengtg O.A.L. Dia Coated Order No.
6.0 15 50 6 CER30600A
8.0 20 60 8 CER30800A
10.0 25 75 10 CER31000A S S P =
12.0 30 75 12 CER31200A i Frising -
16.0 40 100 16 CER31600A e
20.0 45 100 20 CER32000A —
N P 28 JRE | e
CER4-A Diameter Lengtg OAL. Dia Coated Order No.
S220£5iHTF #7)-5iEHEE-47] 6.0 15 50 6 CERR40600A
8.0 20 60 8 CERRA40800A
10.0 25 75 10 CERRA41000A
. 12,0 30 75 12 CERR41200A
U/ -\ HRC) ||uiting
el ) [ET?J?A‘;T @ @ Q 02 16.0 40 100 16 CERR41600A
20.0 45 100 20 CERR42000A
#BHBE; Bright Finishing —
#k Finishing O
gk Semi Finishing [©)
188 Roughing [©)
7, i
niE e 25 TR EIRETIRESR
Diameter Lengtl? O.ALL. Dia Coated Order No.
6.0 15 50 6 CER40600A
8.0 20 60 8 CER40800A
10.0 25 75 10 CER41000A
12.0 30 75 12 CER41200A
16.0 40 100 16 CER41600A
20.0 45 100 20 CER42000A




CETF2-A

S220i5HF EH#t 7)-1R4EE-27)

7 -\
Dry © [Emulsion|
(Cutting \Cutting

*SoE:

CETF2-A

S2205HFH EHT)-1REE-27]

& -\
Dry © [Emulsion |
Cutting (Cutting

*SoE:

#¥48% Bright Finishing —
#&#% Finishing (@]
g Semi Finishing [(¢) {&H% Bright Finishing —
#8#% Roughing O A% Finishing [e)
KmE | IME | DR | mEE i N o 2
) First Taper Cutting S_econd O%AEL Shgnk ijfjjoﬁﬁeﬁ:ﬁo. — - — =
Diameter| Angle | Length |Diameter Dia. ﬁ?m& INA AR IR 2E R TR E
1.0 0.5° 40 | 107 50 4 | CETF2010005A First | Taper | Cutting | Second | 74} | Shank | o o0y 6rder No.
Diameter | Angle Length |Diameter Dia.
1.0 1° 4.0 1.14 50 4 CETF2010010A 0 05 2 635 0 CETF2060005A
1.0 1.5: 4.0 1.21 50 4 CETF2010015A 50 = 2 670 " s CETF2060010A
1.0 2 . 4.0 128 50 4 CETF2010020A 6.0 15° 20 7.05 60 8 CETF2060015A
1.0 2.5 : 4.0 1.35 50 4 CETF2010025A 50 e 2 ) " 5 CETF2060020A
1 g 2 ::g 1 ;'s zg j gggg; ggggﬁ 6.0 25° 20 7.75 60 8 CETF2060025A
0 e 0 T o 4 CETF2010070A 6.0 3 20 8.10 75 10 CETF2060030A
- 6.0 5° 20 9.50 75 10 CETF2060050A
1.0 10 : 4.0 2.41 50 4 CETF20100100A 50 - ” 200 75 o CETF2060070A
1.0 ! 5, 4.0 314 50 4 CETF20100150A 6.0 10° 22 14.00 75 14 CETF20600100A
15 0.5 : 5.0 1.59 50 4 CETF2015005A 80 5 2 8ad 75 0 CETF2080005A
15 ! S >0 168 50 4 CETF2015010A 8.0 1° 25 8.87 75 10 CETF2080010A
1'5 1':, 5'2 : ';6 53 : ggzg:sggﬁ: 8.0 1.5° 25 9.31 75 10 CETF2080015A
1 2 2.5° ::0 1 :92 20 4 CETF201 :025A 8.0 2 % 9.75 L 10 CETF2080020A
- 8.0 3 25 10.62 75 12 CETF2080030A
1 2 2 Zg §g§ gg : 251:2221 23222 8.0 5° 25 12.37 75 14 CETF2080050A
2.0 0.5° 6.0 2.10 50 4 CETF2020005A 8.0 r 32 16.00 100 16 CETF2080070A
20 T 6.0 291 50 4 CETF2020010A 8.0 10° 28 18.00 100 18 CETF20800100A
o0 = A T = 7 CETF2020015A 10.0 0.5° 35 10.61 75 12 CETF2100005A
20 o> 6.0 241 50 7 CETF2020020A 10.0 1° 35 11.22 75 12 CETF2100010A
0 AP 50 oS 50 " e 10.0 15° 35 11.83 75 12 CETF2100015A
20 > 6.0 262 0 4 CETF2020030A 10.0 2° 35 12.44 75 14 CETF2100020A
50 5 5 o = 71 o 10.0 3° 35 13.67 75 14 CETF2100030A
- 10.0 5° 34.2 16.00 100 16 CETF2100050A
2.0 7 6.0 3.47 50 4 CETF2020070A
2.0 10° 6.0 4.11 50 6 CETF20200100A
2.0 15° 6.0 5.22 50 6 CETF20200150A CEN2-A
2.5 0.5° 8.0 2.64 50 4 CETF2025005A SZZO&%&EHZ&B'E@E@'Z?J
25 1° 8.0 278 50 4 CETF2025010A
25 15° 8.0 2.91 50 4 CETF2025015A
2.5 2° 8.0 3.05 50 4 CETF2025020A R
25 25° 8.0 3.20 50 4 CETF2025025A {/ T’ﬁ @ @ @ 01
25 3° 80 | 3.33 50 4 | CETF2025030A e B
2.5 5° 8.0 3.90 50 4 CETF2025050A
3.0 0.5° 10.0 317 50 6 CETF2030005A ‘
3.0 1° 10.0 3.35 50 6 CETF2030010A ﬁ J
3.0 1.5° 10.0 3.52 50 6 CETF2030015A
3.0 2° 10.0 3.69 50 6 CETF2030020A
3.0 2.5° 10.0 3.87 50 6 CETF2030025A zzf*;:h; Finishing o
3.0 3° 10.0 4.05 50 6 CETF2030030A e o
3.0 5° 10.0 475 50 6 CETF2030050A 8% Roughing [
3.0 7 12.0 6.00 50 6 CETF2030070A na TE BNE om & —
3.0 10° 12.0 .22 60 8 CETF20300100A Diameter cading Hifesiie O.AL. Sh.ank Coated Orc;er No.
3.0 15° 12.0 9.40 75 10 | CETF20300150A Length Length Dia.
4.0 0.5° 15.0 4.26 50 6 CETF2040005A 1.0 1.5 7.5 50 4 CEN20100075A
4.0 1° 15.0 4.52 50 6 CETF2040010A 1.0 1.5 11.5 50 4 CEN20100115A
4.0 15° 15.0 4.79 50 6 CETF2040015A 1.2 2.0 8.0 50 4 CEN20120080A
4.0 2° 15.0 5.04 50 6 CETF2040020A 1.2 2.0 12.0 50 4 CEN20120120A
4.0 2.5° 15.0 5.31 50 6 CETF2040025A 1.5 25 10.5 50 4 CEN20150105A
4.0 3° 15.0 5.57 50 6 CETF2040030A 15 25 18.5 50 4 CEN20150185A
4.0 5° 15.0 6.62 60 8 CETF2040050A 1.8 3.0 11.0 50 4 CEN20180110A
4.0 7 16.0 8.00 60 8 CETF2040070A 1.8 3.0 19.0 50 4 CEN20180190A
4.0 10° 17.0 10.00 75 10 CETF20400100A 2.0 3.0 11.0 50 4 CEN20200110A
4.0 15° 14.9 12.00 75 12 CETF20400150A 2.0 3.0 19.0 50 4 CEN20200190A
5.0 0.5° 20.0 5.34 60 6 CETF2050005A 2.0 3.0 23.0 60 4 CEN20200230A
5.0 1° 20.0 5.70 60 6 CETF2050010A 2.5 3.5 15.5 50 4 CEN20250155A
5.0 1.5° 19.6 6.00 60 6 CETF2050015A 2.5 3.5 23.5 60 4 CEN20250235A
5.0 2° 20.0 6.39 60 8 CETF2050020A 3.0 4.5 16.5 60 6 CEN20300165A
5.0 2.5° 20.0 6.74 60 8 CETF2050025A 3.0 4.5 24.5 75 6 CEN20300245A
5.0 3° 20.0 7.10 60 8 CETF2050030A 4.0 6.0 26.0 75 6 CEN20400260A
5.0 5° 20.0 8.50 75 10 CETF2050050A 4.0 6.0 36.0 75 6 CEN20400360A
5.0 7° 20.0 10.00 75 1 CETF2050070A
5.0 10° 20.0 12.00 75 12 CETF20500100A




CEN4-A CEBM2-A /| CEB2-A
S2205H T #t7])-REE-47) S220§5 KB § 7]- M/ HREERL-27)

A
DryC | |Emusi
(Cutting ) (Cutting

$&Eos

-\ il
DWU/ @ @ @ @ 02
(Cltting | (Cutting

— :

#B#Hk Bright Finishing O 8% Bright Finishing —
#gk Finishing (@) 8% Finishing O
g Semi Finishing O i Semi Finishing [}
## Roughing — #8#% Roughing O
7 pred 7 rcd
mm | | | 2R | S st ¥@ o 28 JPE | mmames
Diameter O.ALL N Coated Order No. R O.ALL. N Coated Order No.
Length Length Dia. Length Dia.
1.0 1.5 7.5 50 4 CEN40100075A 0.5R 2.0 50 4 CEBM20050A
1.0 1.5 11.5 50 4 CEN40100115A 0.6R 24 50 4 CEBM20060A
1.2 2.0 8.0 50 4 CEN40120080A 0.7R 2.8 50 4 CEBM20070A
1.2 2.0 12.0 50 4 CEN40120120A 0.75R 3.0 50 4 CEBM20075A
1.5 25 10.5 50 4 CEN40150105A 1.0R 4.0 50 4 CEBM20100A
15 25 18.5 50 4 CEN40150185A 1.25R 5.0 50 4 CEBM20125A
1.8 3.0 11.0 50 4 CEN40180110A 1.5R 6.0 50 4 CEBM20150A
1.8 3.0 19.0 50 4 CEN40180190A 1.75R 7.0 50 4 CEBM20175A
2.0 3.0 11.0 50 4 CEN40200110A 2.0R 8.0 50 4 CEBM20200A
2.0 3.0 19.0 50 4 CEN40200190A
2.0 3.0 23.0 60 4 CEN40200230A 1.0R 4.0 50 6 CEB20100A
25 315 15.5 50 4 CEN40250155A 1.25R 5.0 50 6 CEB20125A
25 3.5 23.5 60 4 CEN40250235A 1.5R 6.0 50 6 CEB20150A
3.0 45 16.5 60 6 CEN40300165A 2.0R 8.0 50 6 CEB20200A
3.0 45 24.5 75 6 CEN40300245A 2.5R 10.0 50 6 CEB20250A
4.0 6.0 26.0 75 6 CEN40400260A 3.0R 12.0 50 6 CEB20300A
4.0 6.0 36.0 75 6 CEN40400360A 3.5R 14.0 60 8 CEB20350A
4.0R 16.0 60 8 CEB20400A
5.0R 20.0 75 10 CEB20500A
CEBS2-A /| CEBM2-A
J ” y 6.0R 24.0 75 12 CEB20600A
S220S5HEEREY Bt T]-848/ iR EY-2T] 8.0R 32.0 100 16 CEB20800A
10.0R 40.0 100 20 CEB21000A
Sy Lm’ ® @ 05
CEBML2-A /| CEBL2-A
1 1
SeS— : S220s5EKk B8R T)- VRIR/ RIREL-2T)
#B#Sk Bright Finishing — ( # - HRC,  fwitin
i Frnng 5 i, ) @ Q 05
gt Semi Finishing [©)
#88% Roughing (@]
7 prcd
¥ o= 28 JE | mmmen
R 9 O.AL. N Coated Order No.
Length Dia.
0.1R 0.4 50 3 CEBS20010A
0.15R 0.6 50 3 CEBS20015A @Ktk Bright Finishing -
##3% Finishing O
0.2R 0.8 50 3 CEBS20020A e )
0.25R 1.0 50 3 CEBS20025A ¥ Roughing [¢)
0.3R 1.2 50 3 CEBS20030A o
@ 7N 2R s ST
0.35R 1.4 50 3 CEBS20035A Cutting Shank
R O.ALL. N Coated Order No.
0.4R 1.6 50 3 CEBS20040A Length Dia.
0.45R 1.8 50 3 CEBS20045A 0.5R 2 75 4 CEBML20050A
0.5R 2.0 50 3 CEBS20050A 0.75R 3 75 4 CEBML20075A
0.6R 24 50 3 CEBS20060A 1.0R 4 75 4 CEBML20100A
0.7R 2.8 50 3 CEBS20070A 1.25R 5 75 4 CEBML20125A
0.75R 3.0 50 3 CEBS20075A 1.5R 6 75 4 CEBML20150A
0.8R 3.2 50 3 CEBS20080A 1.75R 7 75 4 CEBML20175A
0.9R 3.6 50 3 CEBS20090A 2.0R 8 75 4 CEBML20200A
1.0R 4.0 50 3 CEBS20100A
1.5R 6.0 50 3 CEBS20150A 1.0R 4 75 6 CEBL20100A
1.5R 6 75 6 CEBL20150A
0.1R 0.4 50 4 CEBM20010A 2.0R 8 75 6 CEBL20200A
0.15R 0.6 50 4 CEBM20015A 2.5R 10 75 6 CEBL20250A
0.2R 0.8 50 4 CEBM20020A 3.0R 12 75 6 CEBL20300A
0.25R 1.0 50 4 CEBM20025A 4.0R 16 100 8 CEBL20400A
0.3R 1.2 50 4 CEBM20030A 5.0R 20 100 10 CEBL20500A
0.35R 1.4 50 4 CEBM20035A 6.0R 24 100 12 CEBL20600A
0.4R 1.6 50 4 CEBM20040A 8.0R 32 150 16 CEBL20800A
0.45R 1.8 50 4 CEBM20045A 10.0R 40 150 20 CEBL21000A




CEBMLL2-A /| CEBLL2-A CEBM4-A /| CEB4-A
S220RMB A R T)- NERIA/ FHRIAEL-27] S220$RHIKBYERT]- MR/ HRHERL-47)

7 b
Dry © Emulsion| Table 05
Cutting Cutting

-\ il
o O & E os
\Cutting

8% Bright Finishing — #B##$% Bright Finishing [e]
58 Finishing (@] ¥t Finishing O
i Semi Finishing (¢) gk Semi Finishing O
#88% Roughing O #82% Roughing —
5 Pl 7 =
¥ e 28 JE | mmmes ¥ e 28 JE | mmames
R Lengﬂﬁ’ OAL. ot Coated Order No. R Lengtﬁ OAL. i Coated Order No.
1.0R 4 100 4 CEBMLL20100A 1.0R 4 50 4 CEBM40100A
1.5R 6 100 4 CEBMLL20150A 1.25R 5 50 4 CEBM40125A
2.0R 8 100 4 CEBMLL20200A 1.5R 6 50 4 CEBM40150A
1.75R 7 50 4 CEBM40175A
1.0R 4 100 6 CEBLL20100A 2.0R 8 50 4 CEBM40200A
1.5R 6 100 6 CEBLL20150A
2.0R 8 100 6 CEBLL20200A 3.0R 12 50 6 CEB40300A
25R 10 100 6 CEBLL20250A 4.0R 16 60 8 CEBA40400A
3.0R 12 100 6 CEBLL20300A 50R 20 75 10 CEB40500A
4.0R 16 150 8 CEBLL20400A 6.0R 24 75 12 CEBA40600A
5.0R 20 150 10 CEBLL20500A 8.0R 32 100 16 CEBA40800A
6.0R 24 150 12 CEBLL20600A
8.0R 32 200 16 CEBLL20800A
10.0R 40 200 20 CEBLL21000A
CEB3-A CEBML4-A /| CEBL4-A
1 Y 1 1 1
S220#5 Bk B &t T)-1EHERY-3T] S22085Ek Rk 7)- NRAR/ RIRE-47]
el | ok @ @ 06
e @ @HRC 05
#2#43% Bright Finishing - #B#A2% Bright Finishing O
#8% Finishing o 8 Finishing [e)
i Semi Finishing (@) gk Semi Finishing O
483 Roughing O #8%% Roughing —
- = e~ o AT [ =~ B
¥ e £ JE | e ¥ I 28 JE | amames
R Lengtﬁ OAL. bt Coated Order No. R Lengtﬁ OAL. o Coated Order No.
1.0R 4 50 6 CEB30100A 1.0R 4 75 4 CEBML40100A
1.5R 6 50 6 CEB30150A 1.25R 5 75 4 CEBML40125A
2.0R 8 50 6 CEB30200A 1.5R 6 75 4 CEBML40150A
25R 10 50 6 CEB30250A 1.75R 7 75 4 CEBML40175A
3.0R 12 50 6 CEB30300A 2.0R 8 75 4 CEBML40200A
3.5R 14 60 8 CEB30350A
40R 16 60 8 CEB30400A 3.0R 12 75 6 CEBLA40300A
5.0R 20 75 10 CEB30500A 4.0R 16 100 8 CEBLA40400A
6.0R 24 75 12 CEB30600A 5.0R 20 100 10 CEBLA40500A
8.0R 32 100 16 CEB30800A 6.0R 24 100 12 CEBL40600A
10.0R 40 100 20 CEB31000A 8.0R 32 150 16 CEBLA40800A




CEOM2-A /| CEO2-A CETB2-A
S220$RHHIKRREL 5 71 (2408F)- /v /1R HERY - S220i5HF KB §% 7])-1R4EE-25]
23]

A
Dry O
Cutting

2

oy " | [Emuision s 05

(Cutting J (Cutting

21

#2His# Bright Finishing

8% Finishing O
43 Bright Finishing — & Semi Finishing (@]
#H2k Finishing O #8#% Roughing O
gk Semi Finishing (@]} 7_]?4% 7]5 *ﬁ — m
183 Roughing @ e 78 7 HRIRTR = . a
— :':RE Taper | Cutting | Second OgAEL Shank Cﬁfggﬁfrﬁo
i IR | BRR | 78 2E TR SEEsTRE S Angle | Length |Diameter| ~ Dia. :
Rz Cutting | Effective | Cutting OAL Shank CoateJOrd,er No ~
Length | Length | width | OAL | Dia : 1R | 1 8 224 | 50 4 | CETB2010010A
10R | 150 4 013 60 4 | CEOM20100040A 1R | 3 8 274 0 4 gETBZMOOSOA
1.5R 2.25 6 0.20 60 4 CEOM20150060A 1.0R 5 A 8 3.23 50 4 ETB2010050A
2.0R 3.00 8 0.26 60 4 CEOM20200080A :: 252 ;a :: g :233; 52 : EEIEE(O):]I 25;(0)2
25R | 375 10 0.33 60 6 | CE020250100A 29 i : S 125
3.0R 4.50 12 0.40 60 6 CEO20300120A E25R 55 ik 0 0 & CEIE2025503
4.0R 6.00 16 0.53 60 8 CEO020400160A 1.5R 1 - 12 3.37 50 4 CETB2015010A
50R | 7.50 20 0.66 75 10 | CE020500200A 1R | 3 12 4.10 0 6 | CETB2015030A
6.0R 9.00 24 0.80 75 12 CEO020600240A 1.5R 55 12 485 50 6 CETB2015050A
2.0R 1 16 4.49 60 6 CETB2020010A
2.0R 3° 16 5.47 60 6 CETB2020030A
2.0R 5° 16 6.46 60 8 CETB2020050A
3.0R 1° 24 6.73 75 8 CETB2030010A
3.0R 3° 24 8.20 75 10 CETB2030030A
3.0R 5° 24 9.67 75 10 CETB2030050A
CEB4-A CENL2-A

S2205 KRR A #7](240 - R E-47) S220i5HIk Bt 7)- 3450 EL-27)

P 5 P 5
A -\ HRC, |[Miling e -\
Dry © Emuision| Table 0 5 D [Emulsion
(Cutting ) (Cutting — (Cutting | (Cutting

“— ' e=—= —

#B#5&% Bright Finishing O #8453 Bright Finishing —

ek Finishing (¢} A% Finishing O

gk Semi Finishing (@] ik Semi Finishing ()

#8% Roughing - #88% Roughing O

N IR | BRR | 78 LiZEEY = o pwm |[FEHAHAf| IR | BRER | HFEE LEEEd o o
=I=R1‘£ Cutting | Effective | Cutting OQAEL Shank Cgffi;]c')ﬁﬁsﬁo #RI% Included |Cutting |Effective| Second OQAEL Shank Cﬁfggﬁﬁﬁﬁo
Length | Length | Width o Dia. : Angle |Length| Length | Diameter | =" "~ | Dia. :

2.5R 3.75 10 0.33 60 6 CEO040250100A 1.0R 3° 4 42 5.98 100 8 CENL20100A

3.0R 4.50 12 0.40 60 6 CEO40300120A 1.5R 3° 6 47 7.30 100 8 CENL20150A

4.0R 6.00 16 0.53 60 8 CEO40400160A 2.0R 3° 8 38 7.14 100 8 CENL20200A

5.0R 7.50 20 0.66 75 10 CEO40500200A 2.5R 3° 10 28 6.89 100 8 CENL20250A

6.0R 9.00 24 0.80 75 12 CEO40600240A 3.0R 3° 12 38 8.73 100 10 CENL20300A

4.0R g° 16 38 10.31 150 12 CENL20400A

5.0R 3° 20 57 13.88 150 16 CENL20500A

6.0R 3° 24 38 13.47 150 16 CENL20600A




CENL4-A CECRM2-A / CECR2-A
S220i5Hk Bt 7)- 34 EHEL-47) S220iRHAEI S &t 7]- A/ 1REER-27)

. -\ Miling ||
oy | [eraaen ’QE @ @ @ [ue] 07
Cutting (Cutting

B @@05

#B¥E%E Bright Finishing —

e T —

;ﬁﬁ Semi Finishing O Ll o

_ s me | re | PR s | MO smrmes

i A Half UJ_E ﬁ?ﬂ_ﬁ AR 2E R ST EE Diameter R g O.ALL. Dia. Coated Order No.
R Included |Cutting|Effective S_econd OAL. Sh_ank Coated Order No.

Angle |Length| Length | Diameter Dia. 1.0 0.2R 2 50 4 CECRM2010002A
1.0R 3° 4 42 598 | 100 8 CENL40100A 1.0 0.3R 2 50 4 CECRM2010003A
1.5R 3° 6 47 7.30 | 100 8 CENL40150A 1.5 0.2R 3 50 4 CECRM2015002A
2.0R 3° 8 38 7.14 100 8 CENL40200A 1.5 0.3R 3 50 4 CECRM2015003A
2.5R 3 10 28 6.89 | 100 8 CENL40250A 2.0 0.2R 4 50 4 CECRM2020002A
3.0R 3 12 38 873 | 100 | 10 CENL40300A 2.0 0.3R 4 50 4 CECRM2020003A
4.0R 3° 16 38 10.31 150 | 12 CENL40400A 2.5 0.2R 5 50 4 CECRM2025002A
5.0R 3° 20 57 13.88 | 150 | 16 CENL40500A 25 0.3R 5 50 4 CECRM2025003A
6.0R 3° 24 38 1347 | 150 | 16 CENL40600A 25 0.5R 5 50 4 CECRM2025005A

3.0 0.3R 6 50 4 CECRM2030003A

3.0 0.5R 6 50 4 CECRM2030005A

3.0 1.0R 6 50 4 CECRM2030010A

4.0 0.3R 8 50 6 CECR2040003A

4.0 0.5R 8 50 6 CECR2040005A

4.0 1.0R 8 50 6 CECR2040010A

5.0 0.5R 10 50 6 CECR2050005A

5.0 1.0R 10 50 6 CECR2050010A

6.0 0.5R 12 50 6 CECR2060005A

6.0 1.0R 12 50 6 CECR2060010A

8.0 0.5R 16 60 8 CECR2080005A

CEBN2-A 8.0 1.0R 16 60 8 CECR2080010A
- 8.0 1.5R 16 60 8 CECR2080015A
SZZO&Eﬁﬁﬂzﬂﬂn'Eﬁéﬁﬂ'Zﬂ 10.0 0.5R 20 75 10 CECR2100005A
10.0 1.0R 20 75 10 CECR2100010A

10.0 1.5R 20 75 10 CECR2100015A

=3 R 10.0 2.0R 20 75 10 CECR2100020A
[j ® @ 05 12.0 0.5R 24 75 12 CECR2120005A
12.0 1.0R 24 75 12 CECR2120010A

| 12.0 1.5R 24 75 12 CECR2120015A

E . 12.0 2.0R 24 75 12 | CECR2120020A

8% Bright Finishing —

##% Finishing O

i Semi Finishing (€}

488 Roughing o

- ks = = o

yg | PR | BEE | ag | W SEIRETIESE
R utting | Effective | o) | Shank | ¢oated Order No
Length Length R Dia. :
0.5R 1.5 7.5 50 4 CEBN20050075A
0.5R 1.5 11.5 50 4 CEBN20050115A
0.75R 25 10.5 50 4 CEBN20075105A
0.75R 2.5 18.5 50 4 CEBN20075185A
1.0R 3.0 11.0 50 4 CEBN20100110A
1.0R 3.0 19.0 50 4 CEBN20100190A
1.0R 3.0 23.0 60 4 CEBN20100230A
1.25R BI5 15.5 50 4 CEBN20125155A
1.25R 3.5 235 60 4 CEBN20125235A
1.5R 4.5 16.5 60 6 CEBN20150165A
1.5R 4.5 245 75 6 CEBN20150245A
2.0R 6.0 26.0 75 6 CEBN20200260A
2.0R 6.0 36.0 75 6 CEBN20200360A




CECRM4-A /| CECR4-A CECNL2-A
S220$5HE 25t 7]-/ R/ 1REEEL-47] S220i5HE &5t 7)-F#EHE-27)

bt il 7 Lt iing |
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#B#Hk Bright Finishing O 8% Bright Finishing —

#¥&8% Finishing (@)} $E 8% Finishing O

3% Semi Finishing (€} th§% Semi Finishing (@]

#88t Roughing (@] #8#% Roughing (e)

7@ | re | PR | 2 | PE | gprmee | R | WRBHal AR | WHE | BEE | op | BE | gprmen

Diameter R g O.ALL Sh'ank Coated Order No D | R ppcludedyCutfing/[EfSclive S_econd O.ALL Shgnk Coated Order No.
Length Dia. . Angle |Length| Length |Diameter Dia.
3.0 0.3R 6 50 4 CECRM4030003A 2.0 [0.2R 1.5° 3.0 25 3.15 75 6 |CECNL2020002250A
3.0 0.5R 6 50 4 CECRM4030005A 2.0 |0.2R 1.5° 3.0 40 3.91 75 6 |CECNL2020002400A
3.0 1.0R 6 50 4 CECRM4030010A 2.0 |0.5R 1.5° 3.0 25 3.15 75 6 |CECNL2020005250A
2.0 |0.5R 1.5° 3.0 40 3.91 75 6 |CECNL2020005400A
3.0 0.5R 6 50 6 CECR4030005A 2.0 [0.5R 1.5° 3.0 50 4.46 100 6 |CECNL2020005500A
3.0 1.0R 6 50 6 CECR4030010A 2.5|0.2R 1.5° 3.5 25 3.63 75 6 |CECNL2025002250A
4.0 0.5R 8 50 6 CECR4040005A 2.5 |0.2R 1.5° 3.5 40 4.41 75 6 |CECNL2025002400A
4.0 1.0R 8 50 6 CECR4040010A 2.5 |0.5R 1.5° 3.5 25 3.63 75 6 |CECNL2025005250A
5.0 0.5R 10 50 6 CECR4050005A 2.5 |0.5R 1.5° 3.5 40 4.41 75 6 |CECNL2025005400A
5.0 1.0R 10 50 6 CECR4050010A 2.5 |0.5R 1.5° 3.5 50 5.12 100 6 |CECNL2025005500A
6.0 0.5R 12 50 6 CECR4060005A 3.0 |0.5R 1.5° 4.5 25 4.07 75 6 |CECNL2030005250A
6.0 1.0R 12 50 6 CECR4060010A 3.0 [1.0R 1.5° 4.5 25 4.07 75 6 |CECNL2030010250A
8.0 0.5R 16 60 8 CECR4080005A 3.0 [1.0R 1.5° 4.5 40 4.86 75 6 |CECNL2030010400A
8.0 1.0R 16 60 8 CECR4080010A 3.0 (1.0R 1.5° 4.5 50 5.38 100 6 |CECNL2030010500A
8.0 1.5R 16 60 8 CECR4080015A 4.0 |0.5R 1.5° 6.0 25 5.00 100 8 |CECNL2040005250A
10.0 0.5R 20 75 10 CECR4100005A 4.0 |0.5R 1.5° 6.0 50 6.30 100 8 |CECNL2040005500A
10.0 1.0R 20 75 10 CECR4100010A 4.0 [1.0R 1.5° 6.0 25 5.00 100 8 |CECNL2040010250A
10.0 1.5R 20 75 10 CECR4100015A 4.0 [1.0R 1.5° 6.0 50 6.30 100 8 |CECNL2040010500A
10.0 2.0R 20 75 10 CECR4100020A 5.0 [1.0R 1.5° 7.0 35 6.47 100 10 |CECNL2050010350A
12.0 0.5R 24 75 12 CECR4120005A 5.0 (1.0R 1.5° 7.0 50 7.25 100 10 |CECNL2050010500A
12.0 1.0R 24 75 12 CECR4120010A 6.0 [1.0R 1.5° 8.0 35 7.41 100 10 |CECNL2060010350A
12.0 1.5R 24 75 12 CECR4120015A 6.0 [1.0R 1.5° 8.0 50 8.20 100 10 |CECNL2060010500A
12.0 2.0R 24 75 12 CECR4120020A
12.0 3.0R 24 75 12 CECR4120030A

CEXS2 /| CEXM2 /| CEX2
CECL4-A S220$5HAsR ATt 7])-EE MR/ R/ 155
S220i5HBES#T)-RiRE-47] B-27]

A - ( - lilling
G {EM" @ @ @ 08 o ® @ 1

e ___:__.1 _—

#B¥E% Bright Finishing O #B¥88% Bright Finishing —
#88 Finishing (¢} #i% Finishing O
gk Semi Finishing o ik Semi Finishing [¢)
#8% Roughing [e) ¥ Roughing [¢)
ng | ra | AR | 2r | PR | gpomes n@ 0 28 e 7RIS
D R utting OAL. Shjcmk Coated Order No D Cutting OAL. Sh_ank Uncoated Order
Length Dia. . Length Dia. No.
3.0 0.5R 6 75 6 CECL4030005A 1.0 3.0 50 3 CEXS20100
3.0 1.0R 6 75 6 CECL4030010A 1.5 4.5 50 3 CEXS20150
4.0 0.5R 8 75 6 CECL4040005A 2.0 6.0 50 3 CEXS20200
4.0 1.0R 8 75 6 CECL4040010A 3.0 9.0 50 3] CEXS20300
5.0 0.5R 10 75 6 CECL4050005A
5.0 1.0R 10 75 6 CECL4050010A 1.0 3.0 50 4 CEXM20100
6.0 0.5R 12 75 6 CECL4060005A 1.5 4.5 50 4 CEXM20150
6.0 1.0R 12 75 6 CECL4060010A 2.0 6.0 50 4 CEXM20200
8.0 0.5R 16 100 8 CECL4080005A
8.0 1.0R 16 100 8 CECL4080010A 3.0 9.0 50 6 CEX20300
8.0 1.5R 16 100 8 CECL4080015A 4.0 12.0 50 6 CEX20400
10.0 0.5R 20 100 10 CECL4100005A 5.0 15.0 50 6 CEX20500
10.0 1.0R 20 100 10 CECL4100010A 6.0 18.0 50 6 CEX20600
10.0 1.5R 20 100 10 CECL4100015A 8.0 20.0 60 8 CEX20800
10.0 2.0R 20 100 10 CECL4100020A 10.0 30.0 75 10 CEX21000
12.0 0.5R 24 100 12 CECL4120005A 12.0 30.0 75 12 CEX21200
12.0 1.0R 24 100 12 CECL4120010A 16.0 40.0 100 16 CEX21600
12.0 1.5R 24 100 12 CECL4120015A 20.0 45.0 100 20 CEX22000
12.0 2.0R 24 100 12 CECL4120020A




CEXS3 / CEXM3 / CEX3 CEXF3
S220$5 55 AT &t 7)-HE MR/ IR/ 1R%E S220&5HME AT 7)-HERTIE-37]
£-37]

EL Y TY-h

XX 1R

g

‘ﬂﬁ;ﬁ Bright Finishing ‘ ‘

18 Finishing
[ @ Bright Finishing [ = g Semi Finishing
¥ Finishing @ #88% Roughing [e)
i Semi Finishing e . .
## Roughing o TIE R 2E g EWHL
[

©)

. Cutting Shank Uncoated Order
T wE 25 Pt B TIETRE R Diameter Length O.AL. Dia. No.
9 Cutting Shank Uncoated Order
Diameter Length OAL. Dia. . 3.0 15 60 6 CEXF30300
3.0 9.0 50 3 CEXS30300 40 20 50 & CEXES1A00
5.0 25 60 6 CEXF30500
1.0 3.0 50 4 CEXM30100 G0 50 i & CEXGI0600
15 45 50 2 CEXM30150 8.0 45 100 8 CEXF30800
20 6.0 50 2 CEXM30200 10.0 55 100 10 CEXF31000
30 20 50 2 CEXM30300 12.0 55 100 12 CEXF31200
40 12.0 50 2 CEXM30400 14.0 75 150 14 CEXF31400
16.0 75 150 16 CEXF31600
10 30 50 6 CEX30100 18.0 90 150 18 CEXF31800
15 45 50 6 CEX30150 20.0 920 150 20 CEXF32000
2.0 6.0 50 6 CEX30200
3.0 9.0 50 6 CEX30300
4.0 12.0 50 6 CEX30400
5.0 15.0 50 6 CEX30500
6.0 18.0 50 6 CEX30600
8.0 20.0 60 8 CEX30800
10.0 30.0 75 10 CEX31000
12.0 30.0 75 12 CEX31200
16.0 40.0 100 16 CEX31600
20.0 45.0 100 20 CEX32000 CEXRS3

S220i5#a AT & 7]-iKiRE-37]

CEXSH3 /| CEXSHM3 2 @
S22088 858 A T8 7]-34 775035 =Q0oomE:

., m
= @ O @ O B s

oy 0
(Cutting

#B#4E Bright Finishing —

#i8% Finishing o)

gk Semi Finishing [©]

8% Roughing [©)

B DE 25 L EITIATIR RS

Diam:ter Cutting OAL Shank Uncoated Order
[@@mBrght Finishing | — | Length S Dia. No.
% Finishing

OB @ 6.0 15 50 6 CEXRS30600

CUTEXAMPLES LL S () 8.0 20 60 8 CEXRS30800

T TE 2E HHE =WRl 10.0 25 75 10 CEXRS31000

Di e Cutting Shank Uncoated Order 12.0 30 75 12 CEXRS31200

iameter Lenath O.A.L. Dia No
eng 1a. : 16.0 40 100 16 CEXRS31600
2.0 6 50 4 CEXSHM30200 20.0 45 100 20 CEXRS32000
3.0 9 50 4 CEXSHM30300
4.0 12 50 4 CEXSHM30400

2.0 6 50 6 CEXSH30200
3.0 9 50 6 CEXSH30300
4.0 12 50 6 CEXSH30400
5.0 15 50 6 CEXSH30500
6.0 18 50 6 CEXSH30600
8.0 24 60 8 CEXSH30800
10.0 30 75 10 CEXSH31000
12.0 35 75 12 CEXSH31200
16.0 40 100 16 CEXSH31600




CEXX3
S220i5HE ATt T)- R ERLER-37]
CEXCRSHM3 /| CEXCRSH3

AP $22035 5455 FE 8 8% 7]-34 71 80-37]

=
Dry O [Emuision| e | 52
Cutting J (Cutting

#B#k Bright Finishing (@]
#gk Finishing
g Semi Finishing O
188t Roushing =]
— N [@mgBrignt Finishing | — |
TE '7J§ 2E g I=PAHL- ¥ Finishing @)
Diameter Cutting O.AL. Shank Uncoated Order
Length Dia. No. #8 Roughing (©]
3.0 9 50 6 CEXX30300 7 =
4.0 12 50 6 CEXX30400 -W@ i Cﬂﬁ%\g . ST;?:k EITJET iR
50 e o p CEXX30500 Diameter R Length O.AL. Dia. Uncoated Order No.
6.0 18 60 6 CEXX30600 2.0 0.2R 6 50 4 CEXCRSHM3020002
8.0 20 60 8 CEXX30800 2.0 0.3R 6 50 4 CEXCRSHM3020003
10.0 30 75 10 CEXX31000 3.0 0.5R 9 50 4 CEXCRSHM3030005
12.0 30 75 12 CEXX31200 3.0 1.0R 9 50 4 CEXCRSHM3030010
16.0 40 100 16 CEXX31600 4.0 0.5R 12 50 4 CEXCRSHM3040005
20.0 45 100 20 CEXX32000 4.0 1.0R 12 50 4 CEXCRSHM3040010
2.0 0.2R 6 50 6 CEXCRSH3020002
CEXV3 . 2.0 0.3R 6 50 6 CEXCRSH3020003
SZZOﬁ%ﬂﬂﬁEFﬁ :Fﬂn'%”ﬂﬁﬂ 3.0 0.5R 9 50 6 CEXCRSH3030005
3.0 1.0R 9 50 6 CEXCRSH3030010
4.0 0.5R 12 50 6 CEXCRSH3040005
4.0 1.0R 12 50 6 CEXCRSH3040010
@ @ 57 5.0 0.5R 15 50 6 CEXCRSH3050005
5.0 1.0R 15 50 6 CEXCRSH3050010
. 6.0 0.5R 18 50 6 CEXCRSH3060005
_ 6.0 1.0R 18 50 6 CEXCRSH3060010
3 8.0 0.5R 24 60 8 CEXCRSH3080005
8.0 1.0R 24 60 8 CEXCRSH3080010
g | =] 10.0 0.5R 30 75 10 CEXCRSH3100005
Y45t Finishing o 10.0 1.0R 30 75 10 CEXCRSH3100010
10.0 1.5R 30 75 10 CEXCRSH3100015
10.0 2.0R 30 75 10 CEXCRSH3100020
nE szﬁ 25 S*E;%‘k Ui?jgfﬁi ) 12.0 0.5R 35 75 12 CEXCRSH3120005
Diameter Lengtl? O.AL. Dia. No. 12.0 1.0R 35 75 12 CEXCRSH3120010
12.0 1.5R 35 75 12 CEXCRSH3120015
3.0 9 50 6 CEXV30300 12.0 2.0R 35 75 12 CEXCRSH3120020
4.0 12 50 6 CEXV30400 12.0 3.0R 35 75 12 CEXCRSH3120030
50 15 S0 6 CEXV30500 16.0 0.5R 40 100 16 CEXCRSH3160005
:g ;i Zg 2 ggingggg 16.0 1.0R 40 100 16 CEXCRSH3160010
16.0 1.5R 40 100 16 CEXCRSH3160015
10.0 30 L 10 CEXV31000 16.0 2.0R 40 100 16 CEXCRSH3160020
Eg 22 17050 12 gzixg::zgg 16.0 3.0R 40 100 16 CEXCRSH3160030
20.0 0.5R 45 100 20 CEXCRSH3200005
20.0 1.0R 45 100 20 CEXCRSH3200010
CEXV3-C 20.0 1.5R 45 100 20 CEXCRSH3200015
SZZO&%%&E%E‘Z&D-EW@-sﬂ 20.0 2.0R 45 100 20 CEXCRSH3200020
20.0 3.0R 45 100 20 CEXCRSH3200030

EL XY TY-F

[ Bright Finishing |

A Finishing
gk Semi Finishing
#88 Roughing

(€]

- 7 it Bl
DiZﬂ%‘ter SJI\(/I:i) Cutflg O%—\EL ST;nk U‘r?c?ateﬂfgﬁrder
Length Dia. No.
3.0 0.1 9 50 6 CEXV30300-C0010
4.0 0.2 12 50 6 CEXV30400-C0020
5.0 0.2 15 50 6 CEXV30500-C0020
6.0 0.2 18 50 6 CEXV30600-C0020
8.0 0.3 24 60 8 CEXV30800-C0030
10.0 0.3 30 75 10 CEXV31000-C0030
12.0 0.4 35 75 12 CEXV31200-C0040
16.0 0.4 40 100 16 CEXV31600-C0040




CEXBM2 / CEXB2
S220$5Hia FAIKELER 7]-IME /1R #EEL-27)

CERS2-A

S2205HF & 7])-iKiRE-27]

e
DryC | [Emuisi
Cutting | (Cuttin

®

*SoE

#8#E#% Bright Finishing —_ #B#E8% Bright Finishing —
8% Finishing (@] ek Finishing O
i Semi Finishing (¢) gk Semi Finishing (e}
ULS S EWRLT i nE S P
H#E Cutting 2R Shank Uncoated Order . & Cutting 2R Shank SRIRET RS
R Length O.ALL. Dia No Diameter Length O.AL. Dia Coated Order No.
1.0R 4 50 4 CEXBM20100 6.0 15 50 6 CERS20600A
2.0R 8 50 4 CEXBM20200 8.0 20 60 8 CERS20800A
10.0 25 75 10 CERS21000A
2.5R 10 50 6 CEXB20250 12.0 30 75 12 CERS21200A
3.0R 12 50 6 CEXB20300
4.0R 16 60 8 CEXB20400
5.0R 20 75 10 CEXB20500
6.0R 24 75 12 CEXB20600 CERS3-A
8.0R 32 100 16 CEXB20800 S2 zoﬁquﬁn-;&;ﬁgg.zﬂ
i, bz Q) SSSE-
#B#§t Bright Finishing —
Ak Finishing O
c EX B L2 gk Semi Finishing [e)
y y
S22085 3058 KR 3t 7]-RREL-27] —T = —_ -
T St £ Shank TR
Diameter Length O.AL. Dia Coated Order No.
6.0 15 50 6 CERS30600A
$ B2
8.0 20 60 8 CERS30800A
10.0 25 75 10 CERS31000A
12.0 30 75 12 CERS31200A
16.0 40 100 16 CERS31600A
20.0 45 100 20 CERS32000A
8% Bright Finishing —
#% Finishing O
e~ | 6| CERS4-A
Y[ R « . B U
¥€(ﬂ wE 25 mﬁg EB%TEﬁ%ﬁ Sz 20%%;&” '&lﬂi zﬂ
Rz Cutting OAL Shank Uncoated Order
Length M Dia. No.
1.0R 4 75 6 CEXBL20100 ,
A &0 © |
2.0R 8 75 6 CEXBL20200 R0 ) {Em;" @ @ @ 14
2.5R 10 75 6 CEXBL20250
3.0R 12 75 6 CEXBL20300
4.0R 16 100 8 CEXBL20400
5.0R 20 100 10 CEXBL20500
6.0R 24 100 12 CEXBL20600
8.0R 32 150 16 CEXBL20800 T
%% Finishing [©)
&% Semi Finishing
B8 Roughing o
e
nE I 28 JRE | mmmes
Diameter Lengtﬁ O.AL. Dia Coated Order No.
6.0 15 50 6 CERS40600A
8.0 20 60 8 CERS40800A
10.0 25 75 10 CERS41000A
12.0 30 75 12 CERS41200A
16.0 40 100 16 CERS41600A
20.0 45 100 20 CERS42000A




CESHM2-F / CESH2-F CEHSM2-F / CEHS2-F
S220855F &% 7]-58 1/l / 1R #EEL-27] S220i5iF &5 7]-= B3 /iR /1REER-27)

bt i e
J@@ @@@@Mw ol | e
\Cutting Cutting — (Cutting

@@@@17

#B#Hk Bright Finishing — 8% Bright Finishing —
#&8% Finishing (@] 8% Finishing O
gt Semi Finishing (€} gk Semi Finishing o
#88t Roughing O #8#% Roughing O
7 P 7 e
niE I 28 JE | mmmes 7@ o= 28 JE | mmmes
Diameter g O.AL. N Coated Order No. Diameter 9 O.ALL. N Coated Order No.
Length Dia. Length Dia.
2.0 5 50 4 CESHM20200F 2.0 5 50 4 CEHSM20200F
3.0 8 50 4 CESHM20300F 3.0 8 50 4 CEHSM20300F
4.0 10 50 4 CESHM20400F 4.0 10 50 4 CEHSM20400F
3.0 8 50 6 CESH20300F 3.0 8 50 6 CEHS20300F
4.0 10 50 6 CESH20400F 4.0 10 50 6 CEHS20400F
5.0 13 50 6 CESH20500F 5.0 13 50 6 CEHS20500F
6.0 15 50 6 CESH20600F 6.0 15 50 6 CEHS20600F
8.0 20 60 8 CESH20800F 8.0 20 60 8 CEHS20800F
10.0 25 75 10 CESH21000F 10.0 25 75 10 CEHS21000F
12.0 30 75 12 CESH21200F 12.0 30 75 12 CEHS21200F
16.0 35 100 16 CESH21600F 16.0 35 100 16 CEHS21600F
CESHM4-F /| CESH4-F CEHSM4-F /| CEHS4-F

S22085F &% 7]-58 7/ /1R #EEL-47] S2205HF &t 7])-BHEE N /A/REER-47)

(& - Y e |
2, @ @ @ @ 16 &, { @ @ @ @ L5z 18

B2k Bright Finishing — 8% Bright Finishing —
ek Finishing [©) ###% Finishing [©]
gk Semi Finishing (e} gk Semi Finishing ()
#% Roughing O 48 Roughing [e)
niE e 28 JE | amames 7@ o= 28 JE | mmmes
Diameter 9 OAL. é Coated Order No. Diameter 9 OAL. . Coated Order No.
Length Dia. Length Dia.
2.0 5 50 4 CESHM40200F 2.0 5 50 4 CEHSM40200F
3.0 8 50 4 CESHM40300F 3.0 8 50 4 CEHSM40300F
4.0 10 50 4 CESHM40400F 4.0 10 50 4 CEHSM40400F
3.0 8 50 6 CESH40300F 3.0 8 50 6 CEHS40300F
4.0 10 50 6 CESH40400F 4.0 10 50 6 CEHS40400F
5.0 13 50 6 CESH40500F 5.0 13 50 6 CEHS40500F
6.0 15 50 6 CESH40600F 6.0 15 50 6 CEHS40600F
8.0 20 60 8 CESH40800F 8.0 20 60 8 CEHS40800F
10.0 25 75 10 CESH41000F 10.0 25 75 10 CEHS41000F
12.0 30 75 12 CESH41200F 12.0 30 75 12 CEHS41200F
16.0 35 100 16 CESH41600F 16.0 35 100 16 CEHS41600F




CESCM2-A / CESC2-A CELFC2-A
S220£5 MR ATt 7]- i /1R 4EEL-27) S220i5H AR AT % 7]-RIIE-27)

®SmEn 20000 SE:
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#B#A# Bright Finishing — #BfAEk Bright Finishing —
$#% Finishing (@) #gk Finishing O
gk Semi Finishing (@] gk Semi Finishing [6)
### Roughing O ## Roughing O
e o= 28 JRE | s 7 o S JE | mmsmes
Diameter Length O.AL. Dia. Coated Order No. Diameter Length O.AL. Dia. Coated Order No.
0.5 1 50 4 CESCM20050-25A 3.0 12 60 6 CELFC20300-25A
1.0 2 50 4 CESCM20100-25A 4.0 16 60 6 CELFC20400-25A
1.5 3 50 4 CESCM20150-25A 5.0 20 75 6 CELFC20500-25A
2.0 4 50 4 CESCM20200-25A 6.0 24 75 6 CELFC20600-25A
25 5 50 4 CESCM20250-25A 8.0 32 90 8 CELFC20800-25A
10.0 40 100 10 CELFC21000-25A
3.0 6 50 6 CESC20300-25A 12.0 48 110 12 CELFC21200-25A
4.0 8 50 6 CESC20400-25A
5.0 10 60 6 CESC20500-25A
6.0 12 60 6 CESC20600-25A
8.0 16 60 8 CESC20800-25A
10.0 20 75 10 CESC21000-25A
12.0 24 75 12 CESC21200-25A
CESCM2-A /| CESC2-A CELFC2-A

S22085 AR AT &t 7]- il /1R 4EEL-27) S220i5M AR AT #%T]-RIIE-27)

SSE EL XXX TR

#B¥4% Bright Finishing O #B#8E Bright Finishing [e)
##% Finishing (@} ik Finishing o
i Semi Finishing O gk Semi Finishing O
##% Roughing — $8#t Roughing —

- & T @ 3 THE RS
7@ e £ JE | mmmes niE I 28 JE | amames
Diameter 9 O.A.L N Coated Order No. Diameter g O.AL. N Coated Order No.

Length Dia. Length Dia.

0.5 1 50 4 CESCM20050-45A 3.0 12 60 6 CELFC20300-45A

1.0 2 50 4 CESCM20100-45A 4.0 16 60 6 CELFC20400-45A

1.5 3 50 4 CESCM20150-45A 5.0 20 75 6 CELFC20500-45A

2.0 4 50 4 CESCM20200-45A 6.0 24 75 6 CELFC20600-45A

2.5 5 50 4 CESCM20250-45A 8.0 32 90 8 CELFC20800-45A

10.0 40 100 10 CELFC21000-45A

3.0 6 50 6 CESC20300-45A 12.0 48 110 12 CELFC21200-45A
4.0 8 50 6 CESC20400-45A
5.0 10 60 6 CESC20500-45A
6.0 12 60 6 CESC20600-45A
8.0 16 60 8 CESC20800-45A
10.0 20 75 10 CESC21000-45A
12.0 24 75 12 CESC21200-45A




CEBCM2-A /| CEBC2-A CESGM2-A /| CESG2-A
S220£5M AR KB ER 7]- ViR /1R #EBY-27) S220iGHTT)-AEERE-27)

& doomEn

-\ Miling
e G 22
\Cutting

##E8% Bright Finishing —_ #8#i% Bright Finishing —
#8k Finishing (@) 8% Finishing O
gk Semi Finishing (¢) thik Semi Finishing [}
#88t Roughing O #8#% Roughing (e)
7 Pt 7 =
¥@ o= 28 MR mmmes N s 28 JE | e
R 9 OAL. ¢ Coated Order No. Diameter 9 OAL. . Coated Order No.
Length Dia. Length Dia.
0.5R 2 50 4 CEBCM20050A 1.0 3 50 4 CESGM20100A
0.75R 3 50 4 CEBCM20075A 2.0 6 50 4 CESGM20200A
3.0 8 50 4 CESGM20300A
1.0R 4 50 6 CEBC20100A 4.0 10 50 4 CESGM20400A
1.25R 5 50 6 CEBC20125A
1.5R 6 50 6 CEBC20150A 3.0 8 50 6 CESG20300A
2.0R 8 50 6 CEBC20200A 4.0 10 50 6 CESG20400A
2.5R 10 50 6 CEBC20250A 5.0 13 50 6 CESG20500A
3.0R 12 50 6 CEBC20300A 6.0 15 50 6 CESG20600A
4.0R 16 60 8 CEBC20400A 8.0 20 60 8 CESG20800A
5.0R 20 75 10 CEBC20500A 10.0 25 75 10 CESG21000A
6.0R 24 75 12 CEBC20600A 12.0 30 75 12 CESG21200A
CEBNCM2-A /| CEBNC2-A CESGM4-A /| CESG4-A
] - o 1) 0y - v
S220i5iHEAER AKX E Bt 7)-REE-27]) S220iRHT#RT)-A 2T AE-47]
o) b QO O $El o
] (Cutting | [Cutting
$ E 2
#B#42k Bright Finishing — 8% Bright Finishing —
8% Finishing o 8 Finishing [¢)
gk Semi Finishing (¢) gk Semi Finishing (¢)
#8 Roughing O 48 Roughing O
- S ER [ = o . = = o
yg | AR | BAUE| BE | .o W ST @ 7= 2R o ST
Cutting |Effective| Neck Shank . Cutting Shank
R N O.ALL. N Coated Order No. Diameter O.A.L. N Coated Order No.
Length | Length Dia. Dia. Length Dia.
4.0 CEBNCM20050040A 2.0 6 50 4 CESGM40200A
0.5R 1.5 0.95 50 4
6.0 CEBNCM20050060A 3.0 8 50 4 CESGM40300A
8.0 CEBNCM20100080A 4.0 10 50 4 CESGM40400A
1.0R 3.0 1.94 50 4
14.0 CEBNCM20100140A
3.0 8 50 6 CESG40300A
15.0 CEBNC20150150A 4.0 10 50 6 CESG40400A
1.5R 45 2.85 60 6
25.0 CEBNC20150250A 5.0 13 50 6 CESG40500A
20R 6.0 20.0 3.80 60 6 CEBNC20200200A 6.0 15 50 6 CESG40600A
' ' 30.0 ' 75 CEBNC20200300A 8.0 20 60 8 CESG40800A
3.0R 9.0 20.0 5.80 60 6 CEBNC20300200A 10.0 25 75 10 CESG41000A
' ' 30.0 ' 90 8 CEBNC20300300A 12.0 30 75 12 CESG41200A
20.0 75 8 CEBNC20400200A
4.0R 12.0 7.80
40.0 100 10 CEBNC20400400A
50R 15.0 30.0 9.80 90 10 CEBNC20500300A
' ' 50.0 ’ 120 12 CEBNC20500500A
40.0 110 12 CEBNC20600400A
6.0R 18.0 11.80
60.0 130 16 CEBNC20600600A




CEBGM2-A /| CEBG2-A
S220i5HKE R T)- G EERAE-27]

A 5
-\ | Miting
Dr [Emuision $ 19
Cutting | (Cutting

8% Bright Finishing —
#A#% Finishing (€]
gk Semi Finishing o
#1% Roughing o
7 prcd
@ e ES JRE | mmmms
R 9 OAL. . Coated Order No.
Length Dia.
0.5R 2 60 4 CEBGM20050A
1.0R 4 60 4 CEBGM20100A
1.5R 6 60 4 CEBGM20150A
2.0R 8 60 4 CEBGM20200A
1.5R 6 60 6 CEBG20150A
2.0R 8 60 6 CEBG20200A
2.5R 10 60 6 CEBG20250A
3.0R 12 60 6 CEBG20300A
4.0R 16 60 8 CEBG20400A
5.0R 20 75 10 CEBG20500A
6.0R 24 75 12 CEBG20600A




NiSEH) « SEH - FEM(=55HRC)INT -

p alloy, stainless steel(300 series)), alloy steel

aging-box-color is “blue”.
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M520 ULTRA CARBIDE END MILLS- Square Type- 2F- Micro M520 ULTRA CARBIDE END MILLS- Square Type- 2F

Diameter >
2 f S

o @ @ @ @Ro e| 24

(Cutting \Cutting

8% Bright Finishing — #B##$% Bright Finishing —
8% Finishing (@] &% Finishing O
gk Semi Finishing (@] gk Semi Finishing [6)
88 Roughing O #88% Roughing O
7 g 28 JPE | mmmms 7 oAing 28 JE | e
Diameter ensth O.ALL. Dia. Coated Order No. Diameter Dength O.AL. Dia. Coated Order No.
0.20 0.4 50 3 MESS20020A 3.0 8 50 6 MES20300A
0.25 0.5 50 3 MESS20025A 3.5 9 50 6 MES20350A
0.30 0.6 50 3 MESS20030A 4.0 10 50 6 MES20400A
0.35 0.7 50 8] MESS20035A 4.5 11 50 6 MES20450A
0.40 0.8 50 3 MESS20040A 5.0 13 50 6 MES20500A
0.50 1.0 50 & MESS20050A 5.5 14 50 6 MES20550A
0.60 1.5 50 3 MESS20060A 6.0 15 50 6 MES20600A
0.70 2.0 50 3 MESS20070A 6.5 16 60 8 MES20650A
0.80 2.0 50 3 MESS20080A 7.0 18 60 8 MES20700A
0.90 2.0 50 3 MESS20090A 7.5 18 60 8 MES20750A
1.00 3.0 50 3 MESS20100A 8.0 20 60 8 MES20800A
1.50 4.0 50 0] MESS20150A 8.5 20 75 10 MES20850A
2.00 5.0 50 3 MESS20200A 9.0 22 75 10 MES20900A
2.50 6.0 50 8 MESS20250A 9.5 22 75 10 MES20950A
3.00 8.0 50 3 MESS20300A 10.0 25 75 10 MES21000A
10.5 25 75 12 MES21050A
0.20 0.4 50 4 MESM20020A 11.0 25 75 12 MES21100A
0.25 0.5 50 4 MESM20025A 12.0 30 75 12 MES21200A
0.30 0.6 50 4 MESM20030A 13.0 30 75 14 MES2130014A
0.35 0.7 50 4 MESM20035A 14.0 30 75 14 MES2140014A
0.40 0.8 50 4 MESM20040A 15.0 35 100 16 MES21500A
0.50 1.0 50 4 MESM20050A 16.0 35 100 16 MES21600A
0.60 1.5 50 4 MESM20060A 18.0 40 100 20 MES21800A
0.70 2.0 50 4 MESM20070A 20.0 45 100 20 MES22000A
0.80 2.0 50 4 MESM20080A 25.0 45 100 25 MES22500A
0.90 2.0 50 4 MESM20090A
MESM2-A MESD2-A
M5 20 BI85 S &% 71-1) i / {4 2L-2 7] M5 201 B4l 35 S8 T &t 7)-5a T &- 23]
M520 ULTRA CARBIDE END MILLS- Square Type- 2F M520 ULTRA CARBIDE END MILLS- Short Flute- Square Type-
L OO OO GE R
L1000 9SSE
2% Bright Finishing — B4t Bright Finishing —
##% Finishing (@] /8% Finishing O
i Semi Finishing (e) gk Semi Finishing [6)
7, = Y =
7 i 2R JE | s e | IR PEE L em | PR mmomes
Diameter Length O.A.L. Dia. Coated Order No. Diameter Length Length O.A.L. Dia. Coated Order No.
1.0 3 50 4 MESM20100A 1.0 1 2 50 6 MESD20100A
1.5 4 50 4 MESM20150A 2.0 2 4 50 6 MESD20200A
2.0 5 50 4 MESM20200A 3.0 3 6 50 6 MESD20300A
2.5 6 50 4 MESM20250A 4.0 4 8 50 6 MESD20400A
3.0 8 50 4 MESM20300A 6.0 6 12 50 6 MESD20600A
3.5 9 50 4 MESM20350A 8.0 8 16 60 8 MESD20800A
4.0 10 50 4 MESM20400A 10.0 10 20 75 10 MESD21000A
12.0 12 24 75 12 MESD21200A




MESDL2-A MESD4-A
M5 2045 #i 55 T &5t 7]- 32 T) R AR EL-2 7] M5 2 045 #i $5:58 ¢ 5t 7] -5 T BL-4 7]

M520 ULTRA CARBIDE END MILLS- Short Flute- Square Type- M520 ULTRA CARBIDE END MILLS- Short Flute- Square Type-
Long Shank- 2F

4F
EIELY XX YY1 EIGE X X% X-T-AP

#B#Hk Bright Finishing — 8% Bright Finishing O
5% Finishing O #i% Finishing ¢
gt Semi Finishing (€} gk Semi Finishing o
7 picd 7 pcd
@ Nk | HEE | ag AE | s N AR | ARR | g AR mmammss
. Cutting Effective Shank . Cutting Effective Shank
Diameter O.AL. N Coated Order No. Diameter O.A.L. N Coated Order No.
Length Length Dia. Length Length Dia.
1.0 1 2 75 6 MESDL20100A 3.0 3 6 50 6 MESD40300A
2.0 2 4 75 6 MESDL20200A 4.0 4 8 50 6 MESD40400A
3.0 3 6 75 6 MESDL20300A 5.0 5 10 50 6 MESD40500A
4.0 4 8 75 6 MESDL20400A 6.0 6 12 50 6 MESD40600A
6.0 6 12 75 6 MESDL20600A 8.0 8 16 60 8 MESD40800A
8.0 8 16 100 8 MESDL20800A 10.0 10 20 75 10 MESD41000A
10.0 10 20 100 10 MESDL21000A 12.0 12 24 75 12 MESD41200A
12.0 12 24 100 12 MESDL21200A
MESS4-A /| MESM4-A /| MES4-A
7 - .
M5 2 04 #l £5 8 - £t 7]- 1R/ iR BL-4 7]
M520 ULTRA CARBIDE END MILLS- Square Type- 4F
—a
Bty i @ @ @ @ 26
MESS4-A /| MESM4-A | MES4-A s 5
] - 1. 8% Finishing o
M5 2 O+ i £5 8 T &t 7]- 1R / iR EL-4 7] s
M520 ULTRA CARBIDE END MILLS- Square Type- 4F 88 Roughing -
= i g = o
i OO O PO E @ o 25 e mmme
Diameter 9 O.ALL N Coated Order No.
Length Dia.
3.0 8 50 6 MES40300A
3.5 9 50 6 MES40350A
4.0 10 50 6 MES40400A
4.5 1 50 6 MES40450A
BT Bright Finishing e) 5.0 13 50 6 MES40500A
A Finishing o 5.5 14 50 6 MES40550A
gt Semi Finishing O
prr— = 6.0 15 50 6 MES40600A
— 6.5 16 60 8 MES40650A
P IR L o o
7E ; ER IERRET AR SR 7.0 18 60 8 MES40700A
Di Cutting Shank
iameter Length O.AL. Dia. Coated Order No. 75 18 60 8 MES40750A
10 3 50 3 MESS40100A 8.0 20 60 8 MES40800A
15 4 50 3 MESS40150A 8.5 20 75 10 MES40850A
20 5 50 3 MESS40200A 9.0 22 75 10 MES40900A
25 6 50 3 VESS40250A 9.5 22 75 10 MES40950A
3.0 8 50 3 MESS40300A 10.0 25 75 10 MES41000A
10.5 25 75 12 MES41050A
10 3 50 4 MESMA40100A 11.0 25 75 12 MES41100A E
15 4 50 4 MESM40150A 11.5 25 75 12 MES41150A m
2.0 5 50 4 MESM40200A 120 30 75 12 MES41200A [ )
25 6 50 4 MESM40250A 13.0 30 75 14 MES4130014A °
3.0 8 50 4 MESM40300A 14.0 30 75 14 MES4140014A m
35 9 50 4 MESMA40350A 15.0 35 100 16 MES41500A ®
4.0 10 50 4 MESMA40400A 16.0 35 100 16 MES41600A =
18.0 40 100 20 MES41800A a'
20.0 45 100 20 MES42000A (7]
25.0 45 100 25 MES42500A




MESDL4-A MEBS2-A /| MEBM2-A
M5 2045 #2558 ¢ 85t 7]- 32 T) R AR EE-4 7] M5 2018l E5 Bk BY 8% 7] -t 4R/ MR EL-25)

M520 ULTRA CARBIDE END MILLS- Short Flute- Square Type- M520 ULTRA CARBIDE END MILLS- Ball Nosed- 2F- Micro
Long Shank- 4F Diameter

B Y YTk S Y YL

8% Bright Finishing O B4t Bright Finishing —
$i% Finishing (@) #% Finishing O
gk Semi Finishing (@} @ gk Semi Finishing [e)
#8#% Roughing O #88% Roughing O
e | J= . CHE | 2x | PR amomes 37T = . 2E JhiE ST RS
Diameter O.ALL. N Coated Order No. R O.ALL. N Coated Order No.
Length Length Dia. Length Dia.
3.0 3 6 75 6 MESDL40300A 0.05R 0.2 50 3 MEBS20005A
4.0 4 8 75 6 MESDL40400A 0.1R 0.4 50 3 MEBS20010A
5.0 5 10 75 6 MESDL40500A 0.15R 0.6 50 3 MEBS20015A
6.0 6 12 75 6 MESDL40600A 0.2R 0.8 50 3 MEBS20020A
8.0 8 16 100 8 MESDL40800A 0.25R 1.0 50 3 MEBS20025A
10.0 10 20 100 10 MESDL41000A 0.3R 1.2 50 3 MEBS20030A
12.0 12 24 100 12 MESDL41200A 0.35R 14 50 3 MEBS20035A
0.4R 1.6 50 3 MEBS20040A
MENZ:A e e
M520@ﬂ£§ﬂﬂ¢ﬁﬂ-§%§i“-2ﬂ 0.6R 2.4 50 3 MEBS20060A
M520 ULTRA CARBIDE END MILLS- Square Type- Long Neck- 0.7R 2.8 50 3 MEBS20070A
2F 0.75R 3.0 50 3 MEBS20075A
P 1.0R 4.0 50 3 MEBS20100A
E @ @ @ @ 53 1.5R 6.0 50 3 MEBS20150A
0.05R 0.2 50 4 MEBM20005A
ﬂ 1 0.1R 0.4 50 4 MEBM20010A
’ 0.15R 0.6 50 4 MEBM20015A
0.2R 0.8 50 4 MEBM20020A
T — 0.25R 1.0 50 4 MEBM20025A
8t Firishing e 0.3R 1.2 50 4 MEBM20030A
@ s ) 0.35R 14 50 4 MEBM20035A
— 0.4R 1.6 50 4 MEBM20040A
T AR | BER | ag e TR 0.45R 18 50 4 MEBM20045A
Diameter Guiily | BiEEhe O.ALL. Sh.ank Coated Order No. 0.5R 2.0 50 4 MEBNMZ20050A
Length Length Dia. - -
1.0 1.5 4.0 50 4 MEN20100040A
1.0 15 8.0 50 4 MEN20100080A MEBDM2-A /| MEBD2-A
1.2 1.8 6.0 50 4 MEN20120060A 1 — ,
1.2 1.8 10.0 50 4 MEN20120100A Mszomﬂﬁmﬂzgﬂn-%ﬂﬂﬂ-zﬂ
15 23 8.0 50 2 MEN20150080A M520 ULTRA CARBIDE END MILLS- Short Flute- Ball Nosed- 2F
15 2.3 12.0 50 4 MEN20150120A B E @ ® @ 29
1.8 2.7 10.0 50 4 MEN20180100A S B
1.8 2.7 16.0 50 4 MEN20180160A
2.0 3.0 10.0 50 4 MEN20200100A
2.0 3.0 16.0 50 4 MEN20200160A
2.0 3.0 20.0 60 4 MEN20200200A
25 35 12.0 50 4 MEN20250120A
25 35 20.0 60 4 MEN20250200A A Bright Frishing =
3.0 45 12.0 50 6 MEN20300120A T S
3.0 45 20.0 60 6 MEN20300200A 5% Roughing 9]
4.0 6.0 20.0 60 6 MEN20400200A . =
4.0 6.0 30.0 60 6 MEN20400300A i cﬂﬁg aE e | R mmames
R O.A.L. N Coated Order No.
Length Length Dia.
1.0 1.5 4.0 38 4 MEN20100040038LA 0.15R 0.3 0.6 50 4 MEBDM20015A
1.0 15 8.0 38 4 MEN20100080038LA 0.2R 0.4 0.8 50 4 MEBDM20020A
1.2 1.8 6.0 38 4 MEN20120060038LA 0.25R 0.5 1.0 50 4 MEBDM20025A
1.2 1.8 10.0 38 4 MEN20120100038LA 0.3R 0.6 1.2 50 4 MEBDM20030A
1.5 2.3 8.0 38 4 MEN20150080038LA 0.4R 0.8 1.6 50 4 MEBDM20040A
1.5 2.3 12.0 38 4 MEN20150120038LA 0.5R 1.0 2.0 50 4 MEBDM20050A
1.8 2.7 10.0 38 4 MEN20180100038LA 1.0R 2.0 4.0 50 4 MEBDM20100A
1.8 2.7 16.0 38 4 MEN20180160038LA 1.5R 3.0 6.0 50 4 MEBDM20150A
2.0 3.0 10.0 38 4 MEN20200100038LA
2.0 3.0 16.0 38 4 MEN20200160038LA 1.0R 2.0 4.0 50 6 MEBD20100A
2.0 3.0 20.0 50 4 MEN20200200050LA 1.5R 3.0 6.0 50 6 MEBD20150A
25 3.5 12.0 38 4 MEN20250120038LA 2.0R 4.0 8.0 50 6 MEBD20200A
25 35 20.0 50 4 MEN20250200050LA 2.5R 5.0 10.0 50 6 MEBD20250A
3.0 45 12.0 38 6 MEN20300120038LA 3.0R 6.0 12.0 50 6 MEBD20300A
3.0 45 20.0 50 6 MEN20300200050LA 4.0R 8.0 16.0 60 8 MEBD20400A
4.0 6.0 20.0 50 6 MEN20400200050LA 5.0R 10.0 20.0 75 10 MEBD20500A
4.0 6.0 30.0 50 6 MEN20400300050LA 6.0R 12.0 24.0 75 12 MEBD20600A
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M520 ULTRA CARBIDE END MILLS- Ball Nosed- 2F M520 ULTRA CARBIDE END MILLS- Short Flute- Ball Nosed-
@ @ @ @ @ 28 Long Shank- 2F

SELY X XTI

#B##k Bright Finishing — 8% Bright Finishing —
#&8% Finishing (@] #&#% Finishing (@]
3% Semi Finishing (€] th§% Semi Finishing (@}
#88t Roughing (@] #8#% Roughing O
@ o= . 2E JRiE EITRRES ¥w | JE . OHE | 2y | PE L emrams
R O.AL. N Coated Order No. R O.AL. N Coated Order No.
Length Dia. Length Length Dia.
0.5R 2.0 50 4 MEBM20050A 0.5R 1.0 2.0 75 4 MEBDML20050A
0.6R 24 50 4 MEBNM20060A 1.0R 2.0 4.0 75 4 MEBDML20100A
0.7R 238 50 4 MEBNM20070A 1.5R 3.0 6.0 75 4 MEBDML20150A
0.75R 3.0 50 4 MEBM20075A
1.0R 4.0 50 4 MEBM20100A 1.0R 2.0 4.0 75 6 MEBDL20100A
1.25R 5.0 50 4 MEBM20125A 1.5R 3.0 6.0 75 6 MEBDL20150A
1.5R 6.0 50 4 MEBM20150A 2.0R 4.0 8.0 75 6 MEBDL20200A
1.75R 7.0 50 4 MEBM20175A 2.5R 5.0 10.0 75 6 MEBDL20250A
2.0R 8.0 50 4 MEBNM20200A 3.0R 6.0 12.0 75 6 MEBDL20300A
4.0R 8.0 16.0 100 8 MEBDL20400A
1.0R 4.0 50 6 MEB20100A 5.0R 10.0 20.0 100 10 MEBDL20500A
1.25R 5.0 50 6 MEB20125A 6.0R 12.0 24.0 100 12 MEBDL20600A
1.5R 6.0 50 6 MEB20150A
2.0R 8.0 50 6 MEB20200A
2.5R 10.0 50 6 MEB20250A
3.0R 12.0 50 6 MEB20300A
3.5R 14.0 60 8 MEB20350A
4.0R 16.0 60 8 MEB20400A
5.0R 20.0 75 10 MEB20500A
6.0R 24.0 75 12 MEB20600A
8.0R 32.0 100 16 MEB20800A
10.0R 40.0 100 20 MEB21000A
MEBML2-A /| MEBL2-A MEBM4-A /| MEB4-A
M520tE#iER Ik B 8t 7)- VR AR / RAREL-27) M520tE S5 I EK B 8 7]- /M /$RHERY-4 7]
M520 ULTRA CARBIDE END MILLS- Ball Nosed / Long Shank- M520 ULTRA CARBIDE END MILLS- Ball Nosed- 4F
. ALY XYY
SSEY DT
#B¥E% Bright Finishing — #B¥88% Bright Finishing O
#Hi% Finishing [e) @ 8 Finishing [
gk Semi Finishing (@] % Semi Finishing O
88k Roughing O 483 Roughing —
¥@ o 28 TR mmmes ¥@ o 28 JRE | s
R it O.ALL. Dia. Coated Order No. R Lt O.ALL. Dia. Coated Order No.
g g
1.0R 4.0 75 4 MEBML20100A 1.0R 4 50 4 MEBM40100A g
1.5R 6.0 75 4 MEBML20150A 1.25R 5 50 4 MEBM40125A m
2.0R 8.0 75 4 MEBML20200A 1.5R 6 50 4 MEBM40150A N
1.75R 7 50 4 MEBMA40175A Q
1.0R 4.0 75 6 MEBL20100A 2.0R 8 50 4 MEBM40200A
1.5R 6.0 75 6 MEBL20150A %
2.0R 8.0 75 6 MEBL20200A 3.0R 12 50 6 MEB40300A :-
2.5R 10.0 75 6 MEBL20250A 4.0R 16 60 8 MEB40400A (1)
3.0R 12.0 75 6 MEBL20300A 5.0R 20 75 10 MEB40500A 7]
4.0R 16.0 100 8 MEBL20400A 6.0R 24 75 12 MEB40600A
5.0R 20.0 100 10 MEBL20500A 8.0R 32 100 16 MEB40800A
6.0R 24.0 100 12 MEBL20600A
8.0R 32.0 150 16 MEBL20800A
10.0R 40.0 150 20 MEBL21000A
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M520 ULTRA CARBIDE END MILLS- Ball Nosed- Long Neck- M520 ULTRA CARBIDE END MILLS- Corner Radius- 2F

0060
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Dry © Mist
- Cutting ) |Cutting
i il
it @ @ @ | 54
\Cutting
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8% Bright Finishing — B4t Bright Finishing —
@ $5%% Finishing o) %% Finishing [e)
gk Semi Finishing (@} gk Semi Finishing [e)
##% Roughing o #8% Roughing o
¥m | JE . PNE | 2m | FE EITRRES 7 rRE | AR o, | 2E JRE | mmmes
R Dength Length O.AL. Dia. Coated Order No. Diameter R ensth O.AL. Dia. Coated Order No.
0.5R 0.8 4.0 50 4 MEBN20050040A 1.0 0.2R 2.0 50 4 MECRM2010002A
0.5R 0.8 7.0 50 4 MEBN20050070A 1.5 0.2R 3.0 50 4 MECRM2015002A
0.75R 1.2 6.0 50 4 MEBN20075060A 2.0 0.2R 4.0 50 4 MECRM2020002A
0.75R 1.2 10.0 50 4 MEBN20075100A 2.5 0.2R 5.0 50 4 MECRM2025002A
1.0R 1.6 8.0 50 4 MEBN20100080A 25 0.5R 5.0 50 4 MECRM2025005A
1.0R 1.6 12.0 50 4 MEBN20100120A 3.0 0.5R 6.0 50 4 MECRM2030005A
1.0R 1.6 18.0 50 4 MEBN20100180A 3.0 1.0R 6.0 50 4 MECRM2030010A
1.25R 2.0 10.0 50 4 MEBN20125100A
1.25R 2.0 20.0 60 4 MEBN20125200A 4.0 0.5R 8.0 50 6 MECR2040005A
1.5R 24 12.0 50 6 MEBN20150120A 4.0 1.0R 8.0 50 6 MECR2040010A
1.5R 24 20.0 60 6 MEBN20150200A 5.0 0.5R 10.0 50 6 MECR2050005A
2.0R 812 16.0 50 6 MEBN20200160A 5.0 1.0R 10.0 50 6 MECR2050010A
2.0R 3.2 25.0 60 6 MEBN20200250A 6.0 0.5R 12.0 50 6 MECR2060005A
6.0 1.0R 12.0 50 6 MECR2060010A
0.5R 0.8 4.0 38 4 MEBN20050040038LA 8.0 0.5R 16.0 60 8 MECR2080005A
0.5R 0.8 7.0 38 4 MEBN20050070038LA 8.0 1.0R 16.0 60 8 MECR2080010A
0.75R 1.2 6.0 38 4 MEBN20075060038LA 8.0 1.5R 16.0 60 8 MECR2080015A
0.75R 1.2 10.0 38 4 MEBN20075100038LA 10.0 0.5R 20.0 75 10 MECR2100005A
1.0R 1.6 8.0 38 4 MEBN20100080038LA 10.0 1.0R 20.0 75 10 MECR2100010A
1.0R 1.6 12.0 38 4 MEBN20100120038LA 10.0 1.5R 20.0 75 10 MECR2100015A
1.0R 1.6 18.0 38 4 MEBN20100180038LA 10.0 2.0R 20.0 75 10 MECR2100020A
1.25R 2.0 10.0 38 4 MEBN20125100038LA 12.0 0.5R 24.0 75 12 MECR2120005A
1.25R 2.0 20.0 50 4 MEBN20125200050LA 12.0 1.0R 24.0 75 12 MECR2120010A
1.5R 2.4 12.0 38 6 MEBN20150120038LA 12.0 1.5R 24.0 75 12 MECR2120015A
1.5R 24 20.0 50 6 MEBN20150200050LA 12.0 2.0R 24.0 75 12 MECR2120020A
2.0R 3.2 16.0 38 6 MEBN20200160038LA
2.0R 3.2 25.0 50 6 MEBN20200250050LA
MEBN4-A

M5 205 i S5k R #t T)- R EREL-4 7]

M520 ULTRA CARBIDE END MILLS- Ball Nosed- Long Neck- 4F
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e, © © G O & E s
utting utting |
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#B¥43% Bright Finishing O

##3% Finishing [©)

i Semi Finishing (@]

8% Roughing —

picd
Y@ AR | BER | ag | WE | gpamges
Cutting Effective Shank
R O.A.L. N Coated Order No.
Length Length Dia.

0.5R 0.8 4.0 50 4 MEBN40050040A
0.5R 0.8 7.0 50 4 MEBN40050070A
0.75R 1.2 6.0 50 4 MEBN40075060A
0.75R 1.2 10.0 50 4 MEBN40075100A
1.0R 1.6 8.0 50 4 MEBN40100080A
1.0R 1.6 12.0 50 4 MEBN40100120A
1.0R 1.6 18.0 50 4 MEBN40100180A
1.25R 2.0 10.0 50 4 MEBN40125100A
1.25R 2.0 20.0 60 4 MEBN40125200A
1.5R 24 12.0 50 6 MEBN40150120A
1.5R 24 20.0 60 6 MEBN40150200A
2.0R 3.2 16.0 50 6 MEBN40200160A
2.0R 3.2 25.0 60 6 MEBN40200250A




MECR4-A
MECDL4-A Mb520tG isEREI S &t 7]-1E4EE-47)
M520h§ﬂﬁﬂ§ﬁﬂ-ﬁﬂ§ﬁﬁ.4ﬂ M520 ULTRA CARBIDE END MILLS- Corner Radius- 4F

M520 ULTRA CARBIDE END MILLS- Short Flute- Corner Radius @
& Long Shank- 4F

0O eOSSE

4
Dry ©
(Cutting

#B#i# Bright Finishing O
#H8k Finishing
#fBEt Bright Finishing O ik Semi Finishing (@}
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@ VAL BRE g - a Diameter R Length O.AL. Dia. Coated Order No.
: 78 RE Cutting | Effective R Shank SRIRET AR RS
Diameter R Length | Length O.AL. Dia. Coated Order No. 3.0 0.5R 6.0 50 6 MECR4030005A
30 | O3R 30 75 | 75 6 | MECDL4030003A 3.0 (S0 0 50 6 MECR4030010A
3.0 0.5R 3.0 75 75 6 MECDL4030005A 4.0 0-5R 8.0 50 6 MECRA4040005A
30 | 10R 3.0 75 75 6 | MECDLA4030010A 4.0 LOR E0 50 6 MECR4040010A
40 | 03R | 40 | 100 | 75 6 | MECDL4040003A >0 05R 10.0 0 6 MECR4050005A
40 | 05R | 40 | 100 | 75 6 | MECDL4040005A >0 1.0R 100 20 B MECRA4050010A
40 | 10R | 40 | 100 | 75 6 | MECDL4040010A 6.0 05R 12.0 50 6 MECR4060005A
50 | 03R 50 | 125 | 75 6 | MECDL4050003A 6.0 LELiS 0 50 6 MECR4060010A
50 | 05R 50 | 125 75 6 | MECDLA4050005A 8.0 0-5R 16.0 60 8 MECR4080005A
50 | 10R 50 | 125 75 6 | MECDLA4050010A 8.0 EOR (50 60 8 MECR4080010A
60 | 05R 60 | 150 | 75 6 | MECDLA4060005A 8.0 15R 16.0 60 8 MECR4080015A
60 | 10R 50 | 150 | 75 5 | MECDLA060010A 10.0 0.5R 200 75 10 | MECR4100005A
80 | 05R | 80 | 200 | 100 8 | MECDL4080005A 100 1.0R 20.0 75 10 | MECR4100010A
80 | 10R 80 | 200 | 100 8 | MECDLA4080010A 10.0 [ 200 7 10 MECR4100015A
a0 | 15R a0 200 100 s T MECDL40800 1A 10.0 2.0R 200 75 10 | MECR4100020A
100 | 05R | 100 | 250 | 100 10 | MECDL4100005A 12.0 0-5R 2 s 12 | MECR4120005A
100 | 10R | 100 | 250 | 100 10 | MECDL4100010A 12.0 1.0R 240 5 12| MECR4120010A
100 | 15R | 100 | 250 | 100 10 | MECDL4100015A 12.0 15R 2y s 12 | MECR4120015A
100 | 20R | 100 | 300 | 100 10 | MECDL4100020A Eg i:gi zz:g ;Z z xigzzggzgﬁ:
120 | 05R | 120 | 300 | 100 12| MECDL4120005A
120 | 10R | 120 | 300 | 100 12 | MECDL4120010A
12,0 1.5R 12,0 30.0 100 12 | MECDL4120015A MECDM4-A /| MECD4-A
120 | 20R | 120 | 300 | 100 12 | MECDL4120020A M5 20 B4R B 2 &k 71-55 T B-47)

M520 ULTRA CARBIDE END MILLS- Short Flute- Corner Radius-
MECDL3-A 4AF
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#Bdk Bright Finishing O
¥5#% Finishing
gk Semi Finishing o
|18k Roughing o ]
e me | Rm | A | BN es | S mmmes
% Semi Finishing o Diameter R O.ALL. . Coated Order No.
P — o Length | Length Dia.
= 10 | 02R 1.0 25 50 4  |MECDMA4010002A
niE RE Cﬁﬁg Eﬁzfe =K S*Ea'fk SEREETREMREE 15 | 0.15R 1.5 35 50 4 |MECDM40150015A
Diameter|SSREN oee 8 (Milenag i 22N N b e R 1.5 | 03R 1.5 35 50 4 |MECDMA4015003A
30 03R 30 75 75 6 | MECDL3030003A 20 | 03R 2.0 6.5 50 4  |MECDMA4020003A
B o 0 T = c T 25 | 03R 25 75 50 4  |MECDMA4025003A
3.0 1.0R 3.0 75 75 6 MECDL3030010A 25 0.5R 25 7.5 50 4 |[MECDMA4025005A
4.0 0.3R 4.0 10.0 75 6 | MECDL3040003A
40 | 05R 40 | 100 75 6 | MECDL3040005A 30 | 03R 3.0 7.5 50 6  |MECD4030003A g
4.0 1.0R 4.0 10.0 75 6 MECDL3040010A 3.0 0.5R 3.0 7.5 50 6 |MECD4030005A 3]
50 03R 50 125 75 6 | MECDL3050003A 40 | 03R 4.0 10.0 50 6 |MECD4040003A N
5 s 5 T = e TS 40 | 05R 4.0 10.0 50 6 |MECD4040005A Q
5.0 1.0R 5.0 12.5 75 6 MECDL3050010A 5.0 0-3R 5.0 12.5 50 6 |MECD4050003A (7
G S a0 = = c TR 50 | 05R 5.0 12,5 50 6 |MECD4050005A o
6.0 1.0R 6.0 15.0 75 6 | MECDL3060010A 60 | 05R 6.0 15.0 50 6 |MECD4060005A 3,
8.0 0.5R 8.0 20.0 100 8 MECDL3080005A 6.0 1.0R 6.0 15.0 50 6 |MECD4060010A ®
8.0 1.0R 8.0 20.0 100 8 MECDL3080010A 8.0 0.5R 8.0 20.0 60 8  |MECD4080005A ®
G = TREETD T s EETaER 8.0 1.0R 8.0 20.0 60 8  |MECD4080010A
10.0 0.5R 10.0 25.0 100 10 | MECDL3100005A 8.0 1.5R 8.0 200 60 8 |MECD4080015A
10.0 1.0R 10.0 25.0 100 10 | MECDL3100010A 10.0 0.5R 10.0 25.0 ) 10 |MECD4100005A
10.0 1.5R 10.0 25.0 100 10 | MECDL3100015A 10.0 1.0R 10.0 25.0 £ 10 |MECD4100010A
10.0 2.0R 10.0 30.0 100 10 | MECDL3100020A 10.0 1.5R 10.0 25.0 7 10 |MECDA4100015A
12,0 0.5R 12.0 30.0 100 12 | MECDL3120005A 10.0 2.0R 10.0 25.0 ) 10 |MECD4100020A
12.0 1.0R 12.0 30.0 100 12 | MECDL3120010A 12.0 0.5R 12.0 30.0 75 12 |MECD4120005A
12.0 15R 12.0 30.0 100 12 | MECDL3120015A 12.0 1.0R 12.0 30.0 75 12 |MECD4120010A
12,0 2.0R 12.0 30.0 100 12 | MECDL3120020A 12.0 1.5R 12.0 30.0 75 12 |MECD4120015A
120 | 20R | 120 30.0 75 12 |MECD4120020A
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M520 ULTRA CARBIDE END MILLS- Corner Radius- Square M520 ULTRA CARBIDE END MILLS- Corner Radius- Square
Type- Long Neck- 2F Type- Long Neck- 2F
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8% Bright Finishing — #B##$% Bright Finishing —
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7 precd 7 P
o 7i& | RA czjttiﬁﬁg Eﬁzﬁﬁx}e 2R S*Ea%k SERETIRARSR g | RA@ cﬂﬁg Eﬁfft%e 2R sﬁﬁk RIRET TR AR

iameter R et || e O.AL. Dia. Coated Order No. Diameter R Dengthlilergth O.AL. Dia. Coated Order No.
1.0 0.2 1.5 4 50 4 MECRN2010002040A 3.0 0.2 4.5 10 50 6 MECRN2030002100A
1.0 0.2 1.5 6 50 4 MECRN2010002060A 3.0 0.2 4.5 16 50 6 MECRN2030002160A
1.0 0.2 1.5 8 50 4 MECRN2010002080A 3.0 0.2 4.5 20 60 6 MECRN2030002200A
1.0 0.2 1.5 10 50 4 MECRN2010002100A 3.0 0.3 4.5 10 50 6 MECRN2030003100A
1.0 0.2 1.5 12 50 4 MECRN2010002120A 3.0 0.3 4.5 16 50 6 MECRN2030003160A
1.5 0.2 213] 6 50 4 MECRN2015002060A 3.0 0.3 4.5 20 60 6 MECRN2030003200A
1.5 0.2 2.3 8 50 4 MECRN2015002080A 3.0 0.5 4.5 10 50 6 MECRN2030005100A
1.5 0.2 2.3 10 50 4 MECRN2015002100A 3.0 0.5 4.5 16 50 6 MECRN2030005160A
1.5 0.2 23 12 50 4 MECRN2015002120A 3.0 0.5 4.5 20 60 6 MECRN2030005200A
1.5 0.2 2.3 16 50 4 MECRN2015002160A 3.0 1.0 4.5 10 50 6 MECRN2030010100A
2.0 0.2 3.0 6 50 4 MECRN2020002060A 3.0 1.0 4.5 16 50 6 MECRN2030010160A
2.0 0.2 3.0 8 50 4 MECRN2020002080A 3.0 1.0 4.5 20 60 6 MECRN2030010200A
2.0 0.2 3.0 10 50 4 MECRN2020002100A 4.0 0.2 6.0 12 50 6 MECRN2040002120A
2.0 0.2 3.0 12 50 4 MECRN2020002120A 4.0 0.2 6.0 16 50 6 MECRN2040002160A
2.0 0.2 3.0 16 50 4 MECRN2020002160A 4.0 0.2 6.0 20 60 6 MECRN2040002200A
2.0 0.2 3.0 20 60 4 MECRN2020002200A 4.0 0.2 6.0 25 60 6 MECRN2040002250A
2.0 0.3 3.0 6 50 4 MECRN2020003060A 4.0 0.3 6.0 12 50 6 MECRN2040003120A
2.0 0.3 3.0 8 50 4 MECRN2020003080A 4.0 0.3 6.0 16 50 6 MECRN2040003160A
2.0 0.3 3.0 10 50 4 MECRN2020003100A 4.0 0.3 6.0 20 60 6 MECRN2040003200A
2.0 0.3 3.0 12 50 4 MECRN2020003120A 4.0 0.3 6.0 25 60 6 MECRN2040003250A
2.0 0.3 3.0 16 50 4 MECRN2020003160A 4.0 0.5 6.0 12 50 6 MECRN2040005120A
2.0 0.3 3.0 20 60 4 MECRN2020003200A 4.0 0.5 6.0 16 50 6 MECRN2040005160A
2.0 0.5 3.0 6 50 4 MECRN2020005060A 4.0 0.5 6.0 20 60 6 MECRN2040005200A
2.0 0.5 3.0 8 50 4 MECRN2020005080A 4.0 0.5 6.0 25 60 6 MECRN2040005250A
2.0 0.5 3.0 10 50 4 MECRN2020005100A 4.0 1.0 6.0 12 50 6 MECRN2040010120A
2.0 0.5 3.0 12 50 4 MECRN2020005120A 4.0 1.0 6.0 16 50 6 MECRN2040010160A
2.0 0.5 3.0 16 50 4 MECRN2020005160A 4.0 1.0 6.0 20 60 6 MECRN2040010200A
2.0 0.5 3.0 20 60 4 MECRN2020005200A 4.0 1.0 6.0 25 60 6 MECRN2040010250A
25 0.2 35 10 50 4 MECRN2025002100A 5.0 0.2 7.0 16 60 6 MECRN2050002160A
2.5 0.2 815 16 50 4 MECRN2025002160A 5.0 0.2 7.0 20 60 6 MECRN2050002200A
2.5 0.2 3.5 20 60 4 MECRN2025002200A 5.0 0.2 7.0 25 60 6 MECRN2050002250A
25 0.3 B15) 10 50 4 MECRN2025003100A 5.0 0.2 7.0 30 60 6 MECRN2050002300A
25 0.3 3.5 16 50 4 MECRN2025003160A 5.0 0.3 7.0 16 60 6 MECRN2050003160A
25 0.3 B15) 20 60 4 MECRN2025003200A 5.0 0.3 7.0 20 60 6 MECRN2050003200A
25 0.5 35 10 50 4 MECRN2025005100A 5.0 0.3 7.0 25 60 6 MECRN2050003250A
2.5 0.5 3.5 16 50 4 MECRN2025005160A 5.0 0.3 7.0 30 60 6 MECRN2050003300A
2.5 0.5 3.5 20 60 4 MECRN2025005200A 5.0 0.5 7.0 16 600 6 MECRN2050005160A
5.0 0.5 7.0 20 60 6 MECRN2050005200A
5.0 0.5 7.0 25 60 6 MECRN2050005250A
5.0 0.5 7.0 30 60 6 MECRN2050005300A
5.0 1.0 7.0 16 60 6 MECRN2050010160A
5.0 1.0 7.0 20 60 6 MECRN2050010200A
5.0 1.0 7.0 25 60 6 MECRN2050010250A
5.0 1.0 7.0 30 60 6 MECRN2050010300A
6.0 0.2 8.0 20 60 6 MECRN2060002200A
6.0 0.2 8.0 25 60 6 MECRN2060002250A
6.0 0.2 8.0 30 60 6 MECRN2060002300A
6.0 0.3 8.0 20 60 6 MECRN2060003200A
6.0 0.3 8.0 25 60 6 MECRN2060003250A
6.0 0.3 8.0 30 60 6 MECRN2060003300A
6.0 0.5 8.0 20 60 6 MECRN2060005200A
6.0 0.5 8.0 25 60 6 MECRN2060005250A
6.0 0.5 8.0 30 60 6 MECRN2060005300A
6.0 1.0 8.0 20 60 6 MECRN2060010200A
6.0 1.0 8.0 25 60 6 MECRN2060010250A
6.0 1.0 8.0 30 60 6 MECRN2060010300A
6.0 1.5 8.0 20 60 6 MECRN2060015200A
6.0 1.5 8.0 25 60 6 MECRN2060015250A
6.0 1.5 8.0 30 60 6 MECRN2060015300A




MECRN4-A

M5 2 05 i £5 5l [B] 2 5t 7]- R ¥954-4 7]
M520 ULTRA CARBIDE END MILLS- Corner Radius- Square
Type- Long Neck- 4F

s
Dy ©
(Cutting

A

D00 OSeE

MECRN4-A

M52 015 i £5 il [B] & 5t 7]- R ¥0 E4-4 7]
M520 ULTRA CARBIDE END MILLS- Corner Radius- Square
Type- Long Neck- 4F

A
Dry ©
Cutting

YT Y ELE

#B##k Bright Finishing O 8% Bright Finishing O
Fgﬁ Finishing ©® i
3% Semi Finishing (€] th§% Semi Finishing (@}
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7 Py 7 v
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iameter R erey || s O.ALL. Dia. Coated Order No. Diameter R e || e O.ALL. Dia. Coated Order No.
1.0 0.2 1.5 4 50 4 MECRN4010002040A 3.0 0.2 4.5 10 50 6 MECRN4030002100A
1.0 0.2 1.5 6 50 4 MECRN4010002060A 3.0 0.2 4.5 16 50 6 MECRN4030002160A
1.0 0.2 1.5 8 50 4 MECRN4010002080A 3.0 0.2 4.5 20 60 6 MECRN4030002200A
1.0 0.2 1.5 10 50 4 MECRN4010002100A 3.0 0.3 4.5 10 50 6 MECRN4030003100A
1.0 0.2 1.5 12 50 4 MECRN4010002120A 3.0 0.3 4.5 16 50 6 MECRN4030003160A
1.5 0.2 73 6 50 4 MECRN4015002060A 3.0 0.3 45 20 60 6 MECRN4030003200A
1.5 0.2 2.3 8 50 4 MECRN4015002080A 3.0 0.5 4.5 10 50 6 MECRN4030005100A
1.5 0.2 2.3 10 50 4 MECRN4015002100A 3.0 0.5 4.5 16 50 6 MECRN4030005160A
1.5 0.2 2.3 12 50 4 MECRN4015002120A 3.0 0.5 4.5 20 60 6 MECRN4030005200A
1.5 0.2 2.3 16 50 4 MECRN4015002160A 3.0 1.0 4.5 10 50 6 MECRN4030010100A
2.0 0.2 3.0 6 50 4 MECRN4020002060A 3.0 1.0 4.5 16 50 6 MECRN4030010160A
2.0 0.2 3.0 8 50 4 MECRN4020002080A 3.0 1.0 45 20 60 6 MECRN4030010200A
2.0 0.2 3.0 10 50 4 MECRN4020002100A 4.0 0.2 6.0 12 50 6 MECRN4040002120A
2.0 0.2 3.0 12 50 4 MECRN4020002120A 4.0 0.2 6.0 16 50 6 MECRN4040002160A
2.0 0.2 3.0 16 50 4 MECRN4020002160A 4.0 0.2 6.0 20 60 6 MECRN4040002200A
2.0 0.2 3.0 20 60 4 MECRN4020002200A 4.0 0.2 6.0 25 60 6 MECRN4040002250A
2.0 0.3 3.0 6 50 4 MECRN4020003060A 4.0 0.3 6.0 12 50 6 MECRN4040003120A
2.0 0.3 3.0 8 50 4 MECRN4020003080A 4.0 0.3 6.0 16 50 6 MECRN4040003160A
2.0 0.3 3.0 10 50 4 MECRN4020003100A 4.0 0.3 6.0 20 60 6 MECRN4040003200A
2.0 0.3 3.0 12 50 4 MECRN4020003120A 4.0 0.3 6.0 25 60 6 MECRN4040003250A
2.0 0.3 3.0 16 50 4 MECRN4020003160A 4.0 0.5 6.0 12 50 6 MECRN4040005120A
2.0 0.3 3.0 20 60 4 MECRN4020003200A 4.0 0.5 6.0 16 50 6 MECRN4040005160A
2.0 0.5 3.0 6 50 4 MECRN4020005060A 4.0 0.5 6.0 20 60 6 MECRN4040005200A
2.0 0.5 3.0 8 50 4 MECRN4020005080A 4.0 0.5 6.0 25 60 6 MECRN4040005250A
2.0 0.5 3.0 10 50 4 MECRN4020005100A 4.0 1.0 6.0 12 50 6 MECRN4040010120A
2.0 0.5 3.0 12 50 4 MECRN4020005120A 4.0 1.0 6.0 16 50 6 MECRN4040010160A
2.0 0.5 3.0 16 50 4 MECRN4020005160A 4.0 1.0 6.0 20 60 6 MECRN4040010200A
2.0 0.5 3.0 20 60 4 MECRN2020005200A 4.0 1.0 6.0 25 60 6 MECRN4040010250A
25 0.2 3.5 10 50 4 MECRN2025002100A 5.0 0.2 7.0 16 60 6 MECRN4050002160A
25 0.2 815 16 50 4 MECRN4025002160A 5.0 0.2 7.0 20 60 6 MECRN4050002200A
25 0.2 3.5 20 60 4 MECRN4025002200A 5.0 0.2 7.0 25 60 6 MECRN4050002250A
2.5 0.3 3.5 10 50 4 MECRN4025003100A 5.0 0.2 7.0 30 60 6 MECRN4050002300A
2.5 0.3 3.5 16 50 4 MECRN4025003160A 5.0 0.3 7.0 16 60 6 MECRN4050003160A
25 0.3 3.5 20 60 4 MECRN4025003200A 5.0 0.3 7.0 20 60 6 MECRN4050003200A
25 0.5 3.5 10 50 4 MECRN4025005100A 5.0 0.3 7.0 25 60 6 MECRN4050003250A
25 0.5 815 16 50 4 MECRN4025005160A 5.0 0.3 7.0 30 60 6 MECRN4050003300A
25 0.5 3.5 20 60 4 MECRN4025005200A 5.0 0.5 7.0 16 600 6 MECRN4050005160A
5.0 0.5 7.0 20 60 6 MECRN4050005200A
5.0 0.5 7.0 25 60 6 MECRN4050005250A
5.0 0.5 7.0 30 60 6 MECRN4050005300A
5.0 1.0 7.0 16 60 6 MECRN4050010160A
5.0 1.0 7.0 20 60 6 MECRN4050010200A
5.0 1.0 7.0 25 60 6 MECRN4050010250A
5.0 1.0 7.0 30 60 6 MECRN4050010300A
6.0 0.2 8.0 20 60 6 MECRN4060002200A
6.0 0.2 8.0 25 60 6 MECRN4060002250A
6.0 0.2 8.0 30 60 6 MECRN4060002300A
6.0 0.3 8.0 20 60 6 MECRN4060003200A
6.0 0.3 8.0 25 60 6 MECRN4060003250A
6.0 0.3 8.0 30 60 6 MECRN4060003300A
6.0 0.5 8.0 20 60 6 MECRN4060005200A
6.0 0.5 8.0 25 60 6 MECRN4060005250A
6.0 0.5 8.0 30 60 6 MECRN4060005300A
6.0 1.0 8.0 20 60 6 MECRN4060010200A
6.0 1.0 8.0 25 60 6 MECRN4060010250A
6.0 1.0 8.0 30 60 6 MECRN4060010300A
6.0 1.5 8.0 20 60 6 MECRN4060015200A
6.0 1.5 8.0 25 60 6 MECRN4060015250A
6.0 1.5 8.0 30 60 6 MECRN4060015300A
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M520 ULTRA CARBIDE END MILLS FOR STAINLESS- High
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M520 ULTRA CARBIDE END MILLS- Square Type- Short Flute-
3F for Heavy- Duty Cutting
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CUTEXAMPLES #8#% Roughing (@]}
7 i 28 JPE | mmmmEs 7 oA 28 e e
Diameter O.ALL. N Coated Order No. Diameter O.ALL. N Coated Order No.
Length Dia. Length Dia.
3.0 8 50 4 MEMHM40300F 3.0 4.5 50 MEHHD30300A
4.0 10 50 4 MEMHMA40400F 4.0 6.0 50 6 MEHHD30400A
5.0 7.5 50 6 MEHHD30500A
4.0 10 50 6 MEMH40400F 6.0 9.0 50 6 MEHHD30600A
5.0 13 50 6 MEMH40500F 8.0 12.0 60 8 MEHHD30800A
6.0 15 50 6 MEMH40600F 10.0 15.0 75 10 MEHHD31000A
8.0 20 60 8 MEMH40800F 12.0 18.0 75 12 MEHHD31200A
10.0 25 75 10 MEMH41000F
12.0 30 75 12 MEMH41200F
16.0 35 100 16 MEMH41600F MEHHD4-A —_—
20.0 45 100 20 MEMH42000F M520h§ﬂﬁﬁ$ﬁn'ﬁﬂﬂ§§§ﬂ'4ﬂ

MEHUM4-A /| MEHU4-A
M5 2045 #i $538 T 5t 7]- A FEREE-47)

M520 ULTRA CARBIDE END MILLS- Unequal Flute Spacing
Angle- Square Type- High Helix- 4F
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Diameter Lengtg O.A.L. Dia Coated Order No.
3.0 8 50 4 MEHUM40300A
4.0 10 50 4 MEHUM40400A
3.0 8 50 6 MEHU40300A
4.0 10 50 6 MEHU40400A
5.0 13 50 6 MEHU40500A
6.0 15 50 6 MEHU40600A
6.0 18 50 6 MEHU40600180CA
8.0 20 60 8 MEHU40800A
8.0 24 60 8 MEHU40800240CA
10.0 25 75 10 MEHU41000A
10.0 30 75 10 MEHU41000300CA
12.0 30 75 12 MEHU41200A
12.0 36 75 12 MEHU41200360CA
16.0 35 100 16 MEHU41600A

M520 ULTRA CARBIDE END MILLS- Square Type- Short Flute-
4F for Heavy- Duty Cutting
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Cutting Cutting

[k Bright Finishing I
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8k Finishing
ch; Semi Finishing
% Roughing o
7@ = 28 g | e
Diameter g O.AL. N Coated Order No.
Length Dia.
3.0 4.5 50 6 MEHHD40300A
4.0 6.0 50 6 MEHHD40400A
5.0 7.5 50 6 MEHHD40500A
6.0 9.0 50 6 MEHHD40600A
8.0 12.0 60 8 MEHHD40800A
10.0 15.0 75 10 MEHHD41000A
12.0 18.0 75 12 MEHHD41200A
MEHH4-A

M5 204 i 2558 - 85t 7] -3 EE B2-4 7]

M520 ULTRA CARBIDE END MILLS- 4F for Heavy- Duty Cutting
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Diameter Length O.AL. Dia. Coated Order No.
3.0 8 50 6 MEHH40300A
4.0 1 50 6 MEHH40400A
5.0 13 50 6 MEHH40500A
6.0 13 50 6 MEHH40600A
8.0 19 60 8 MEHH40800A
10.0 22 75 10 MEHH41000A
12.0 26 75 12 MEHH41200A
16.0 32 100 16 MEHH41600A
20.0 38 100 20 MEHH42000A




MEP4-A
M5 205 i S5 # - 85t 7)- S SRR EE L E R -4 )
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M5 20 iS5 A S = A F#HT)-FNE-47]

M520 ULTRA CARBIDE END MILLS FOR TITANIUM- High
Performance- 4F

200060 Es
j —_—
{! 1SN —

[ @i Bright Finishing
¥ Finishing [¢)
i Semi Finishing
### Roughing

- E 1A e o nE 1AE N
7 e 2R ohank SEIRETIRRSE NG Prien = Sk SERETIR RS
Diameter L 9 O.ALL. N Coated Order No. Diameter 9 O.ALL. N Coated Order No.
ength Dia. Length Dia.
4.0 10 50 6 MEP40400A 4.0 10 50 6 METV40400A
5.0 12 50 6 MEP40500A 6.0 15 50 6 METV40600A
6.0 14 50 6 MEP40600A 8.0 20 60 8 METV40800A
8.0 18 60 8 MEP40800A 10.0 25 75 10 METV41000A
10.0 22 75 10 MEP41000A 10.0 30 75 10 METV41000300CA
12.0 26 75 12 MEP41200A 12.0 30 75 12 METV41200A
MEP4-C-A
L 4 1
M520HE {550 F 8t /)-SR L E I AE-
M520 ULTRA CARBIDE END MILLS- Square Type- Unequal
Flute Spacing Angle- Duo Core Dia- Chamfering- 4F
e
ol et @ @ @ @ 04
MEV4-A

[k Bright Finishing | |

¥k Finishing
gk Semi Finishing
##% Roughing

© © [N

- NE L o

mE | gmem | A< | o2r | P mparmes
Diameter | C(Max) 9 | oAL é Coated Order No.

Length Dia.

4.0 0.2 10 50 6 CEP40400-C0020A
5.0 0.2 12 50 6 CEP40500-C0020A
6.0 0.2 14 50 6 CEP40600-C0020A
8.0 03 18 60 8 CEP40800-C0030A
10.0 03 22 75 10 |CEP41000-CO030A
12.0 0.4 26 75 12 CEP41200-C0040A

MEP4-R-A
M5 204Gl 355 T 8t 7)- 1 F PR e L Z B A B -
437]

M520 ULTRA CARBIDE END MILLS- Square Type- Unequal
Flute Spacing Angle- Duo Core Dia- Corner Radius- 4F

p N
Bl (Em" @ @ @ @ 04

‘ﬁﬁ% Bright Finishing ‘ ‘

##8% Finishing
gk Semi Finishing
#8% Roughing

© © ¢

- TR A A

NG RE | ot BR | o | EBETEER
Diameter R 9 O.A.L. 3 Coated Order No.
Length Dia.

6.0 0.2R 14 50 6 CEP40600-R0020A

8.0 0.5R 18 60 8 CEP40800-R0050A
10.0 0.5R 22 75 10 CEP41000-R0050A
12.0 0.5R 26 75 12 CEP41200-R0050A

M5 2045 #i 2558 £ 85t 7] -/ 34 BL-4 7]

M520 ULTRA CARBIDE END MILLS- High Performance- 4F

S G E

Dry{ Mgt i @
(Cutting | [Cutting

‘¥R Bright Finishing

‘ ##8% Finishin, (e)
EREATAR i Semi Fi\shing
aomn o | G
CUTEXAMPLES 188 Roughing
picd
na | mom | Sk | zr | PR gpemen
Diameter C(Max) Lengtg O.A.L. Dia Coated Order No.
3.0 0.1 6 50 6 MEV40300A
4.0 0.2 8 50 6 MEV40400A
5.0 0.2 10 50 6 MEV40500A
6.0 0.2 12 50 6 MEV40600A
6.0 0.2 18 50 6 MEV40600180CA
8.0 0.3 16 60 8 MEV40800A
8.0 0.3 24 60 8 MEV40800240CA
10.0 0.3 20 75 10 MEV41000A
10.0 0.3 30 75 10 MEV41000300CA
12.0 0.4 24 75 12 MEV41200A
12.0 0.4 36 75 12 MEV41200360CA

S 0CSI

soLd




MEVB4-A MEHHCR4-A
M5 2045 #i S5 # IR B %t T)-F 54 B-4 7] M5 20 iS5 B & 8% )-8 E 8 -4 7]

M520 ULTRA CARBIDE END MILLS- Ball Nosed- High M520 ULTRA CARBIDE END MILLS- Corner Radius- 4F for
Performance- 4F Heavy- Duty Cutting

5
I €M) HRC, [wiing % 4R, [wima |
@ ® Q i) 51 ool b @ @ @ @ ] 32

\ﬁmﬁ Bright Finishing ‘

| [k Bright Finishing I

ol

A ¥a#k Finishing ik Finishing
UE@“D‘E g% Semi Finishing thg Semi Finishing
*Eﬁ Roughing % Roughing [e)
¥ | JE . COE | 2x | PR smomes 7 rRE | R o | 2E JE | s
R Dength length O.ALL. Dia. Coated Order No. Diameter R ength O.ALL. Dia. Coated Order No.
2.5R 10 15 60 6 MEVB40250A 3.0 0.2R 8.0 50 6 MEHHCR4030002A
3.0R 12 15 60 6 MEVB40300A 3.0 0.5R 8.0 50 6 MEHHCR4030005A
4.0R 16 20 75 8 MEVB40400A 4.0 0.2R 11.0 50 6 MEHHCR4040002A
5.0R 20 25 75 10 MEVB40500A 4.0 0.5R 11.0 50 6 MEHHCR4040005A
6.0R 24 30 75 12 MEVB40600A 4.0 1.0R 11.0 50 6 MEHHCR4040010A
8.0R 32 40 100 16 MEVB40800A 5.0 0.2R 13.0 50 6 MEHHCR4050002A
10.0R 40 50 100 20 MEVB41000A 5.0 0.5R 13.0 50 6 MEHHCR4050005A
5.0 1.0R 13.0 50 6 MEHHCR4050010A
MEVC4-A e
MSZOE%EﬁSIEIEﬁH-EHi“%?J 6.0 1.0R 13.0 50 6 MEHHCR4060010A
M520 ULTRA CARBIDE END MILLS- Corner Radius- High 8.0 0.3R 19.0 60 8 MEHHCR4080003A
Performance- 4F 8.0 0.5R 19.0 60 8 MEHHCR4080005A
N (o 8.0 1.0R 19.0 60 8 MEHHCR4080010A
@ @ @ ® @ 49,50 8.0 1.5R 19.0 60 8 MEHHCR4080015A
8.0 2.0R 19.0 60 8 MEHHCR4080020A
10.0 0.3R 22.0 75 10 MEHHCR4100003A
10.0 0.5R 22.0 75 10 MEHHCR4100005A
10.0 1.0R 22.0 75 10 MEHHCR4100010A
10.0 1.5R 22.0 75 10 MEHHCR4100015A
o | =] 10.0 2.0R 22.0 75 10 MEHHCR4100020A
w‘ i Finishing ©] 10.0 3.0R 22.0 75 10 MEHHCR4100030A
Gt 12.0 0.5R 26.0 75 12 MEHHCR4120005A
12.0 1.0R 26.0 75 12 MEHHCR4120010A
78 RA = 2K s SEpEETES e 12.0 1.5R 26.0 75 12 MEHHCR4120015A
Diameter R e O.ALL. Sh.ank Coated Order No.
Length Dia. 12.0 2.0R 26.0 75 12 MEHHCR4120020A
3.0 02R s 50 6 MEVC4030002A 12.0 3.0R 26.0 75 12 MEHHCR4120030A
3.0 05R 8 50 6 MEVC4030005A 16.0 1.0R 35.0 100 16 MEHHCR4160010A
4.0 02R 1 50 6 MEVC4040002A 16.0 1.5R 35.0 100 16 MEHHCR4160015A
20 05R Py 50 6 MEVCA4040005A 16.0 2.0R 35.0 100 16 MEHHCR4160020A
2.0 1.0R 1 50 6 MEVC4040010A 16.0 3.0R 35.0 100 16 MEHHCR4160030A
5.0 02R 13 50 6 MEVC4050002A 20.0 1.0R 40.0 100 20 MEHHCR4200010A
5.0 05R 13 50 6 MEVC4050005A 20.0 1.5R 40.0 100 20 MEHHCR4200015A
5.0 1.0R 13 50 6 MEVC4050010A 20.0 2.0R 40.0 100 20 MEHHCR4200020A
6.0 03R 13 50 6 MEVC4060003A 20.0 3.0R 40.0 100 20 MEHHCR4200030A
6.0 0.5R 13 50 6 MEVC4060005A
6.0 1.0R 13 50 6 MEVC4060010A
8.0 0.3R 19 60 8 MEVC4080003A
8.0 0.5R 19 60 8 MEVC4080005A
8.0 1.0R 19 60 8 MEVC4080010A
8.0 1.5R 19 60 8 MEVC4080015A
8.0 2.0R 19 60 8 MEVC4080020A
10.0 0.3R 22 75 10 MEVC4100003A
10.0 0.5R 22 75 10 MEVC4100005A
10.0 1.0R 22 75 10 MEVC4100010A
10.0 1.5R 22 75 10 MEVC4100015A
10.0 2.0R 22 75 10 MEVC4100020A
10.0 3.0R 22 75 10 MEVC4100030A
12.0 0.5R 26 75 12 MEVC4120005A
12.0 1.0R 26 75 12 MEVC4120010A
12.0 1.5R 26 75 12 MEVC4120015A
12.0 2.0R 26 75 12 MEVC4120020A
12.0 3.0R 26 75 12 MEVC4120030A
16.0 1.0R 85! 100 16 MEVC4160010A
16.0 1.5R 35 100 16 MEVC4160015A
16.0 2.0R 35 100 16 MEVC4160020A
16.0 3.0R 35 100 16 MEVC4160030A
20.0 1.0R 40 100 20 MEVC4200010A
20.0 1.5R 40 100 20 MEVC4200015A
20.0 2.0R 40 100 20 MEVC4200020A
20.0 3.0R 40 100 20 MEVC4200030A




MED6-A MEBYS2-A /| MEBYM2-A
M5 2045l 55 i - &5t 7)- = iE E2-6 7] M5 201B il ERMER B 84 7]- /| iR- TR AR R BY -

M520 ULTRA CARBIDE END MILLS- High Hardness- 6F 27]

@@@ @ @@ 66 M520 ULTRA CARBIDE END MILLS- Ball Nose- High R

Tolerance Type- 2F- Micro Diameter

P
- il
@ @ @ @ 44
Cutting \Cutting
]
s ) |
#BfAEE Bright Finishing 3

@)
#Hk Finishing
gk Semi Finishing o
188t Roughing =]
B DE g DE
T wE m@ . o R Tolerance Diameter Tolerance
Di 7-”% Cutting OgAEL Shank c ﬁfﬁ;{ﬁﬁ;ﬁ 0.1R +0.005 0.2 -0.01~-0.02
lameter Length T Dia. oated Drder Ro. 0.15R +0.005 0.3 -0.01~-0.02
6.0 15 50 6 MEDG0600A 0.2R +0.005 0.4 -0.01~-0.02
8.0 20 50 3 MEDGOBO0A 0.25R +0.005 05 -0.01~-0.02
0.3R +0.005 06 -0.01~-0.02
10.0 25 75 10 MED61000A TR EoTo0s o ) A0
12.0 30 75 12 MED61200A 0.4R +0.005 0.8 -0.01~-0.02
14.0 30 75 14 MEDG61400A 0.45R +0.005 0.9 -0.01~-0.02
16.0 40 100 16 MEDG61600A 0.5R +0.005 1.0 -0.01~-0.02
18.0 40 100 18 MED61800A 0.75R +0.005 5] -0.01~-0.02
1.0R +0.005 2.0 -0.01~-0.02
20.0 45 100 20 MED62000A 1.25R £0.005 25 -0.01~-0.02 e o -
25.0 45 100 25 MED62500A TR 0005 30 001~ 002 ;ﬁ S:‘: :i‘:mng =
2.0R +0.005 4.0 -0.01~-0.02 88 Roughing [©)
7 1
v | pm | | ze | PO mpemen
R d O.AL. ) Coated Order No.
Length Dia.
0.1R 0.2 0.4 50 3 MEBYS20010A
0.15R 0.3 0.6 50 3 MEBYS20015A
0.2R 0.4 0.8 50 3 MEBYS20020A
0.25R 0.5 1.0 50 3 MEBYS20025A
0.3R 0.6 1.2 50 3 MEBYS20030A
0.35R 0.7 14 50 3 MEBYS20035A
0.4R 0.8 1.6 50 3 MEBYS20040A
0.45R 0.9 1.8 50 3 MEBYS20045A
MEDFG6-A 0.5R 1.0 2.0 50 3 MEBYS20050A
M 2 i . — 1. 0.6R 1.2 2.4 50 3 MEBYS20060A
M 5?0 l?ﬂ%ﬁmﬁ EIE I:El):EgE I‘Jlg II\?ELESEH;J hg=H GZJ &L 0.7R 14 28 0 3 MEBYS20070A
Flute. 6F - High Hardness & Long 0.75R 15 3.0 50 3 MEBYS20075A
ute- 0.8R 1.6 3.2 50 3 MEBYS20080A
%{i 'ﬁ @ @ @ GHRC, 66 0.9R 1.8 36 50 3 MEBYS20090A
1.0R 2.0 4.0 50 3 MEBYS20100A
1.5R 3.0 6.0 50 3 MEBYS20150A
0.1R 0.2 0.4 50 4 MEBYM20010A
0.15R 0.3 0.6 50 4 MEBYM20015A
0.2R 0.4 0.8 50 4 MEBYM20020A
1BHS: Bright Finishing O 0.25R 0.5 1.0 50 4 MEBYM20025A
#&k Finishing
RSETERRS ° 0.3R 0.6 1.2 50 4 MEBYM20030A
#8% Roughing -] 0.35R 0.7 14 50 4 MEBYM20035A
P = 0.4R 0.8 1.6 50 4 MEBYM20040A
mE A 2R i ST
= Cutting Shank B RS 3 0.45R 0.9 1.8 50 4 MEBYM20045A
Diameter O.ALL. N Coated Order No.
Length Dia. 0.5R 1.0 2.0 50 4 MEBYM20050A
6.0 35 75 6 MEDF60600A 0.75R 1.5 3.0 50 4 MEBYM20075A
8.0 45 100 8 MEDF60800A 1.0R 2.0 4.0 50 4 MEBYM20100A
10.0 55 100 10 MEDF61000A 1.25R 2.5 5.0 50 4 MEBYM20125A
12.0 55 100 12 MEDF61200A 1.5R 3.0 6.0 50 4 MEBYM20150A
14.0 75 150 14 MEDF61400A 2.0R 4.0 8.0 50 4 MEBYM20200A
16.0 75 150 16 MEDF61600A E
18.0 90 150 18 MEDF61800A m
20.0 90 150 20 MEDF62000A N
25.0 90 150 25 MEDF62500A °

soLId




MEBY2-A MECYM2-A /| MECY2-A
M5201E ISR IR EL A 7] - MR/ 1R E-BBE ME20BHISSMERHT)- I/ IRE-SHE
8-27) 8-27]

M520 ULTRA CARBIDE END MILLS- Ball Nose- High R M520 ULTRA CARBIDE END MILLS- Corner Radius- High R
Tolerance Type- 2F Tolerance Type- 2F

P - ]
n! Mill 7 Milling |
el © QOO G E L QQOOOGE
(Cutting \Cutting Cutting (Cutting

E 2 [E nE DE £ [E nE R[E
R Tolerance Diameter Tolerance R Tolerance Diameter Tolerance
1.0R +0.005 2.0 -0.01~-0.02 0.2R +0.01~0 1.0 0~-0.02
1.25R +0.005 25 -0.01 ~-0.02 0.2R +0.01~0 1.5 0~-0.02
1.5R +0.005 3.0 -0.01~-0.02 0.2R +0.01~0 2.0 0~-0.02
2.0R +0.005 2.0 0.01~-0.02 B Bright Finishing - 0.2R +0.01~0 25 0~-0.02
. S - . . #E8% Finishing [e) o o = Z
2.5R £0.005 5.0 -0.01~-0.02 RS ) 0.5R +0.01~0 25 0~-0.02
3.0R +0.005 6.0 -0.01~-0.02 488% Roughing O 0.5R +0.01~0 3.0 -0.01~-0.02
— 1.0R +0.01~0 3.0 -0.01~-0.02
By Ca::tE 2E S*Eﬁgk SEIEETRE R 05R +0.01~0 4.0 0.01~-0.02
R utting OAL. an Coated Order No. 1.0R +0.01~0 40 001~-002
Length Dia.
0.5R +0.01~0 5.0 -0.01~-0.02
1.0R 4 50 6 MEBY20100A 1.0R +0.01~0 5.0 0.01~-0.02 HBfA Bright Finishing -
1.25R 5 50 6 MEBY20125A 05R 0010 60| o01-o002 oy i
1.5R 6 50 6 MEBY20150A 1.0R +0.01~0 6.0 -0.01~-0.02 18 Roughing o
2.0R 8 50 6 MEBY20200A ) nE wE )
25R 10 50 6 MEBY20250A i RA Cuting | X Shank |  EIRAIMARESE
Diameter R O.A.L. N Coated Order No.
3.0R 12 50 6 MEBY20300A Length Dia.
1.0 0.2R 2 50 4 MECYM2010002A
15 0.2R 3 50 4 MECYM2015002A
2.0 0.2R 4 50 4 MECYM2020002A
25 0.2R 5 50 4 MECYM2025002A
2.5 0.5R 5 50 4 MECYM2025005A
3.0 0.5R 6 50 4 MECYM2030005A
3.0 1.0R 6 50 4 MECYM2030010A
4.0 0.5R 8 50 6 MECY2040005A
4.0 1.0R 8 50 6 MECY2040010A
MEBYM4-A /| MEBY4-A 5.0 0.5R 10 50 6 MECY2050005A
1 - - 5.0 1.0R 10 50 6 MECY2050010A
M520tE HISSIREK B Bt T)- /Nl / 1R - B E
" 6.0 0.5R 12 50 6 MECY2060005A
B-47] 6.0 1.0R 12 50 6 MECY2060010A

M520 ULTRA CARBIDE END MILLS- Ball Nose- High R
Tolerance Type- 4F

D
(Cutting

MECY4-A
 OQOOCE M5 205485 S B 88 8% 7)- 1 - 4R R 2L-4 7]
M520 ULTRA CARBIDE END MILLS- Corner Radius- High R
Tolerance Type- 4F

» .
il b PO G OO G E s

e Az 7@ A=
R Tolerance Diameter Tolerance
1.0R £0.005 20 0.01~-0.02
1.25R £0.005 25 -0.01~-0.02
1.5R £0.005 3.0 -0.01~-0.02
175R +0.005 35 -0.01~-0.02 FEFAS Bright Finishing o 7 A= nE e
20R +0.005 40 0.01~-0.02 :: ::‘r:h::shmg g R Tolerance Diameter Tolerance
3.0R +0.005 6.0 -0.01~-0.02 5% Roughing = 0.5R +0.01~0 3.0 -0.01~-0.02
10R +001~0 30 -0.01~-0.02
7 P YV —
wm s CZZf\ 2E STaﬁr:k TR 0.5R 0.01~0 40 0.01~-0.02
R d g OAL. : Coated Order No. (EOR SUH=0 40 =0l >=0ir
Length Dia. 0.5R +0.01~0 50 -0.01~-0.02
1.0R 2.0 4 50 4 MEBYM40100A 1.0R +0.01~0 5.0 -0.01~-0.02 5”"‘ Finishing
inishing
1.25R 2.5 5 50 4 MEBYM40125A 0.5R +0.01~0 6.0 -0.01~-0.02 gk Semi Finishing [©
1.5R 3.0 6 50 4 MEBYM40150A 1R 100170 60 | 001--002 55 Fouahing L o |
1.75R B 7 50 4 MEBYM40175A - 7 = " .
o T ng | rRm | JE | 2x | PR spames
-0 0 8 50 0200 Diameter R Lengtg O.ALL. Dia Coated Order No.
3.0R 6.0 12 50 6 MEBY40300A 3.0 0.5R 6 50 6 MECY4030005A
3.0 1.0R 6 50 6 MECY4030010A
4.0 0.5R 8 50 6 MECY4040005A
4.0 1.0R 8 50 6 MECY4040010A
5.0 0.5R 10 50 6 MECY4050005A
5.0 1.0R 10 50 6 MECY4050010A
6.0 0.5R 12 50 6 MECY4060005A
6.0 1.0R 12 50 6 MECY4060010A




- BRRSEMEMNT
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NESDM4-A / NESD4-A
N620% K 55T 8t 7)-3 ) E-4 7]

ole _ 4F with corner radii
N620% K 53T &t 7]-52 T &L-27)

N620 NANO CARBIDE END MILLS- Square Type- Short Flute- {EY‘Z

POCOS o=
2F with corner radii

P B .
-\ Mill
EL Y X XA Py e
(Cutting \Cutting
T= S #2#% Bright Finishing
A8 Finishing

o
i Semi Finishing o
8% Roughing (6]
8% Bright Finishing — 7J§ ﬁﬁlE *ﬁ'7
iy 9 E ; = | rm | 2E 1w
3 Semi Finishing o Do Cutting | Effective R OAL Shank Coated Order No.
88 Roughing [©) Length | Length R Dia. :
7 = 1.0 1.0 2.0 0.1R 50 4 NESDM40100A
nE Caf]g e RE | 2R | IR meomes 15 | 15 | 30 | 04R | 50 4 | NESDM40150A
Diameter L hlL h R O.AL. Di Coated Order No. . . . .
B || Lemg] B 2.0 2.0 40 | 01R 50 4 NESDM40200A
1.0 1.0 2.0 0.1R 50 4 NESDM20100A 2.5 2.5 5.0 0.1R 50 4 NESDM40250A
2.0 2.0 4.0 0.1R 50 4 NESDM20200A 3.0 4.0 8.0 0.1R 50 6 NESD40300A
3.0 3.0 60 | 0.1R 50 4 NESDM20300A 40 50 | 100 | 02R 50 6 NESDA40400A
4.0 4.0 8.0 0.2R 50 4 NESDM20400A 5.0 7.0 14.0 0.2R 50 6 NESD40500A
6.0 6.0 12.0 0.2R 50 6 NESD20600A 6.0 8.0 16.0 0.2R 50 6 NESD40600A
8.0 8.0 16.0 0.3R 60 8 NESD20800A 8.0 12.0 24.0 0.3R 60 8 NESD40800A
10.0 10.0 20.0 0.3R 75 10 NESD21000A 10.0 16.0 32.0 0.3R 75 10 NESD41000A
12.0 12.0 24.0 0.3R 75 12 NESD21200A 12.0 18.0 36.0 0.3R 75 12 NESD41200A
NESD3-A NEDM4-A /| NED4-A
-, sl ST - —1 |J -
e N620Z%K ST &t 71-5G TN EL-4 7]
I N620 NANO CARBIDE END MILLS- Square Type- Short Flute-
N620 NANO CARBIDE END MILLS- Square Type- Short Flute- 4F
3F with corner radii » —
L g & [E] 36
20 Q 0 OO E i QPP OPOGE
(Cutting | [Cutting J
W o
B4k Bright Finishing —
&% Bright Finishing — ##k Finishing o
#8% Finishing (¢) gk Semi Finishing (e}
th#% Semi Finishing (@) #% Roughing O
483% Roughing @] TE " ﬁ'_
e v (Y -~
T @ TS ; ; 2R SEISETRR4RSE
= Cﬁﬁ Eﬁfgf .| RA 2R S*Ea{:k TEIERT B4R Diameter I(_Zuttlr:g Elff ectlt\;]e OAL. S[I';gnk Coated Order No.
Diameter Len tﬁ Lenath R O.AL. Dia Coated Order No. eng eng .
J J : 1.0 1.0 20 50 4 NEDMA40100A
3.0 3.0 9.0 0.1R 50 6 NESD30300A 15 15 3.0 50 4 NEDM40150A
4.0 4.0 12.0 0.2R 50 6 NESD30400A 20 20 4.0 50 4 NEDM40200A
6.0 6.0 18.0 0.2R 50 6 NESD30600A 25 25 5.0 50 4 NEDM40250A
8.0 8.0 24.0 0.3R 60 8 NESD30800A 3.0 3.0 8.0 50 6 NED40300A
10.0 10.0 30.0 0.3R 75 10 NESD31000A 4.0 4.0 10.0 50 6 NED40400A
12.0 12.0 36.0 0.3R 75 12 NESD31200A 5.0 5.0 14.0 50 6 NED40500A
6.0 6.0 16.0 50 6 NED40600A
NEHDG6-A 8.0 8.0 24.0 60 8 NED40800A
sle 0 LEIEES . 10.0 10.0 32.0 75 10 NED41000A
N620§7|<i%§|ﬂ:|1§ﬁ7] Iﬁ%*ﬂﬂ: 63J 12.0 12.0 36.0 75 12 NED41200A

N620 NANO CARBIDE END MILLS- Square Type- High Helix-
Short Flute- 6F with corner radii NEDYM4-A /| NEDY4-A
OO OO S E N620%:K 58T £ 745 )- BB EAL-4 7]
oo N620 NANO CARBIDE END MILLS- Square Type- Short Flute-
High R Tolerance Type- 4F

m \ ENINEE Diameter Tolerance
N =5 0~-0.01
° @ 6=0=12 -0.01 ~-0.025
m #B## Bright Finishing [e) 13=9=20 |-0.015~-0.03
##%% Finishing o > @
m ik Semi Finishing O w@ CZJtﬁ E?jélt%e gE S*E;:k ggﬂgg]’ﬁgﬁgﬁ
X, 8k Roushing - Diameter | ~ 9 OAL. : Coated Order No.
o ength Length Dia.
™
[re na | AR | BERR | e | pg | AE SEISLTIEES 1.0 1.0 2.0 50 4 NEDYM40100A
Diameter iy | HiEeiz R O.AL S Coated Order No
Length | Length Kbk Dia. b 1.5 1.5 3.0 50 4 NEDYM40150A
6.0 90 | 150 | 02R 50 6 NEHD60600A 2.0 2.0 4.0 50 4 NEDYM40200A
80 | 120 | 200 | 03R 60 8 NEHD60800A 28 25 4l g0 4 DEDNAAT
10.0 150 | 250 | 03R 75 10 NEHD61000A 3.0 3.0 8.0 50 6 NEDY40300A
12.0 18.0 300 | 03R 75 12 NEHD61200A 4.0 4.0 10.0 50 ) NEDY40400A
160 | 240 | 400 | 05R 100 16 NEHD61600A 5.0 5.0 Ll 50 6 NEDY40500A
200 | 300 | 500 | 05R 100 20 NEHD62000A 6.0 6.0 16:0 50 5 NEDY40600A
8.0 8.0 24.0 60 8 NEDY40800A
10.0 10.0 320 75 10 NEDY41000A
12.0 12.0 36.0 75 12 NEDY41200A




NESND2-A
N620FKREGH T #t7])- BT RIER-27)

N620 NANO CARBIDE END MILLS- Square Type-
Short Flute- Long Neck- 2F with Corner Radii

= X X X X-¥-%ca Pt

NECDM4-A /| NECD4-A
N620FKREGHE 28 7)-1E I E-47]

N620 NANO CARBIDE END MILLS- Corner Radius- Short Flute-

4F
IZ00O OO

#B##k Bright Finishing — 8% Bright Finishing O
#&%k Finishing [e) ¥53% Finishing o
1% Semi Finishing (¢) 1% Semi Finishing O
8 Roughing (€] #8#% Roughing O
& Caﬁg Eﬁfgt%e RA | 28 S*Ea%(k SRIRGT R AR TE | RA Eﬁfgt%e cﬁﬁg 28 ST;fk SEIRRTRAARER
Diameter Length | Length R O.ALL. Dia. Coated Order No. Diameter R Length | Length O.ALL. Dia. Coated Order No.
g eng a. eng’ eng’ a
0.5 1.0 2.0 0.1R 50 4 NESND20050020A 1.0 0.2R 25 1.0 50 4 NECDM4010002A
0.5 1.0 4.0 0.1R 50 4 NESND20050040A 1.5 | 0.15R 3.5 1.5 50 4 NECDM40150015A
1.0 15 4.0 0.1R 50 6 NESND20100040A 1.5 0.3R 35 15 50 4 NECDM4015003A
1.0 1.5 6.0 0.1R 50 6 NESND20100060A 20 | 0.25R 6.5 2.0 50 4 NECDM40200025A
1.0 15 8.0 0.1R 50 6 NESND20100080A 25 | 0.25R 75 2.5 50 4 NECDM40250025A
1.5 1.5 4.0 0.1R 50 6 NESND20150040A 25 0.5R 7.5 25 50 4 NECDM4025005A
15 1.5 8.0 0.1R 50 6 NESND20150080A
2.0 2.0 8.0 0.2R 50 6 NESND20200080A 3.0 | 0.25R 7.5 3.0 50 6 NECD40300025A
2.0 2.0 10.0 0.2R 50 6 NESND20200100A 3.0 0.5R 75 3.0 50 6 NECD4030005A
2.0 2.0 12.0 0.2R 50 6 NESND20200120A 40 | 0.25R 10.0 4.0 50 6 NECD40400025A
3.0 3.0 8.0 0.2R 50 6 NESND20300080A 4.0 0.5R 10.0 4.0 50 6 NECD4040005A
3.0 3.0 12.0 0.2R 50 6 NESND20300120A 50 | 0.25R 12.5 5.0 50 6 NECD40500025A
3.0 3.0 16.0 0.2R 50 6 NESND20300160A 5.0 0.5R 125 5.0 50 6 NECD4050005A
3.0 3.0 20.0 0.2R 50 6 NESND20300200A 6.0 0.5R 15.0 6.0 50 6 NECD4060005A
4.0 4.0 16.0 0.3R 60 6 NESND20400160A 6.0 1.0R 15.0 6.0 50 6 NECD4060010A
4.0 4.0 20.0 0.3R 60 6 NESND20400200A 8.0 0.5R 20.0 8.0 60 8 NECD4080005A
4.0 4.0 26.0 0.3R 75 6 NESND20400260A 8.0 1.0R 20.0 8.0 60 8 NECD4080010A
5.0 5.0 20.0 0.3R 75 6 NESND20500200A 8.0 1.5R 20.0 8.0 60 8 NECD4080015A
5.0 5.0 30.0 0.3R 75 6 NESND20500300A 10.0 0.5R 25.0 10.0 75 10  |NECD4100005A
5.0 5.0 40.0 0.3R 75 6 NESND20500400A 10.0 1.0R 25.0 10.0 75 10  |NECD4100010A
10.0 1.5R 25.0 10.0 75 10  |NECD4100015A
10.0 2.0R 25.0 10.0 75 10  |NECD4100020A
12.0 0.5R 30.0 12.0 75 12 |NECD4120005A
NEBDM2-A /| NEBD2-A 12.0 1.0R 30.0 12.0 75 12 |NECD4120010A
N620§*£§§|ﬂﬁﬂﬁn-§§ﬂﬂ-2ﬂ 12.0 15R 30.0 12.0 75 12 |NECD4120015A
N620 NANO CARBIDE END MILLS- Ball Nosed- 12.0 2.0R 30.0 12.0 75 12 |NECD4120020A
Short Flute- 2F
R0 eS$Es
NEB2-A
= % N620F KRBk B Sk 7)- 1R #EHL-27)
- N620 NANO CARBIDE END MILLS- Ball Nosed- 2F
EXT Y TXNA -
#BfhEt Bright Finishing O
@ 8k Finishing [©)
3 Semi Finishing O
#88% Roughing —
7, pid
*f oF e cﬂﬁg Eﬁe%%e 2R sﬁzﬁk SEIRGT R AR
iameter Length | Length O.ALL. Dia. Coated Order No.
8% Bright Finishing O
0.05R 0.1 0.1 0.2 50 4 NEBDM20005A 8% Fiishing ®
0.1R 0.2 0.2 04 50 4 NEBDM20010A o S s S
0.15R 0.3 0.3 0.6 50 4 NEBDM20015A
02R | 04 0.4 0.8 50 4 | NEBDM20020A w@ & CZJmE;] 2E Sﬁfk TR
0.25R 0.5 0.5 1.0 50 4 NEBDM20025A R Diameter Lengtlg O.A.L. Dia. Coated Order No.
0.3R 0.6 0.6 1.2 50 4 NEBDM20030A TR 20 20 =0 o NEB20100A
0.35R 0.7 0.7 1.4 50 4 NEBDM20035A P 0 0 % o NEB20150A
0.4R 0.8 0.8 1.6 50 4 NEBDM20040A 20R 20 80 5 o NEB20200A
T = | S T TR S
1.0R 2.0 2.0 4.0 50 4 NEBDM20100A 4.0R 80 160 60 8 NEB20400A
1.5R 3.0 3.0 6.0 50 4 NEBDM20150A 5.0R 100 200 5 10 NEB20500A
6.0R 12.0 24.0 75 12 NEB20600A
1.0R 2.0 2.0 4.0 50 6 NEBD20100A
1.5R 3.0 3.0 6.0 50 6 NEBD20150A
2.0R 4.0 4.0 8.0 50 6 NEBD20200A
2.5R 5.0 5.0 10.0 50 6 NEBD20250A
3.0R 6.0 6.0 12.0 50 6 NEBD20300A
4.0R 8.0 8.0 16.0 60 8 NEBD20400A
5.0R 10.0 10.0 20.0 75 10 NEBD20500A
6.0R 12.0 12.0 24.0 75 12 NEBD20600A

S 0Z9N

saLId




NEBL2-A NEBND2-A
N6207% K EEHIIKEL 8 7)-15 48 / RAwEL-27] N620F K ESHIIKEL it 7)-78 T R EREL-2 5]

N620 NANO CARBIDE END MILLS- Ball Nosed- Square Type & N620 NANO CARBIDE END MILLS- Ball Nosed- Short Flute-
Long Shank- 2F Long Neck- 2F

@ Q OO G E L @ © & O & E 4

#B#8% Bright Finishing O #BAEE Bright Finishing [e]
8 Finishing (@) #gk Finishing (¢}
% Semi Finishing O gk Semi Finishing O
483 Roughing — 88 Roughing —
v | pm | A 2s | PR ameses vg | pm | PR ERE ) 2 | BE O mmrmes
R Diameter O.ALL. N Coated Order No. R Diameter O.A.L. N Coated Order No.
Length Dia. Length | Length Dia.
1.0R 2.0 4.0 75 6 NEBL20100A 0.3R 0.6 0.6 3.0 50 4 NEBND20030030A
1.5R 3.0 6.0 75 6 NEBL20150A 0.3R 0.6 0.6 4.0 50 4 NEBND20030040A
2.0R 4.0 8.0 75 6 NEBL20200A 0.4R 0.8 0.8 4.0 50 4 NEBND20040040A
3.0R 6.0 12.0 75 6 NEBL20300A 0.4R 0.8 0.8 6.0 50 4 NEBND20040060A
4.0R 8.0 16.0 100 8 NEBL20400A 0.5R 1.0 1.0 4.0 50 4 NEBND20050040A
5.0R 10.0 20.0 100 10 NEBL20500A 0.5R 1.0 1.0 6.0 50 4 NEBND20050060A
6.0R 12.0 24.0 100 12 NEBL20600A 0.5R 1.0 1.0 8.0 50 4 NEBND20050080A
0.75R 15 15 6.0 50 4 NEBND20075060A
0.75R 15 15 9.0 50 4 NEBND20075090A
0.75R 15 15 12.0 50 4 NEBND20075120A
NEBDYM2-A /| NEBDY2-A _ e 1.0R 2.0 2.0 8.0 50 4 NEBND20100080A
N620S= R EHFMEKES - B -ERER-27) 10R | 20 20 120 | 50 4 | NEBND20100120A
N620 NANO CARBIDE END MILLS- Ball Nosed- Short Flute- 1.0R 2.0 2.0 16.0 50 4 NEBND20100160A
High R Tolerance Type- 2F 1.5R 3.0 3.0 12.0 60 6 NEBND20150120A
- 1.5R 3.0 3.0 18.0 60 6 NEBND20150180A
m ? @ @ @ 39 1.5R 3.0 3.0 25.0 75 6 NEBND20150250A
2.0R 4.0 4.0 16.0 75 6 NEBND20200160A
— 2.0R 4.0 4.0 25.0 75 6 NEBND20200250A
% 2.0R 4.0 4.0 30.0 75 6 NEBND20200300A
- 5 2.5R 5.0 5.0 20.0 75 6 NEBND20250200A
2.5R 5.0 5.0 30.0 75 6 NEBND20250300A
e S 2.5R 5.0 5.0 40.0 75 6 NEBND20250400A
AR ) 3.0R 6.0 6.0 30.0 75 6 NEBND20300300A
@ 94 Semi Finishing o 3.0R 6.0 6.0 45.0 100 6 NEBND20300450A
488 Roughing —
7 P e
N620% K SBHER R 7)1 T RAREL-2 )
0.05R | 04 0.1 02 | S0 4 | NEBDYM20005A N620 NANO CARBIDE END MILLS- Ball Nosed- Short Flute &
0.1R 0.2 0.2 0.4 50 4 NEBDYM20010A Long Shank- 2F
0.15R 0.3 0.3 0.6 50 4 NEBDYM20015A P
0.2R 0.4 0.4 0.8 50 4 NEBDYMZ20020A M ﬁ @ @ @ 39
0.25R 0.5 0.5 1.0 50 4 NEBDYMZ20025A
0.3R 0.6 0.6 1.2 50 4 NEBDYMZ20030A .
0.35R 07 07 1.4 50 4 NEBDYM20035A . ‘*% -
0.4R 0.8 0.8 1.6 50 4 NEBDYM20040A
0.45R 0.9 0.9 1.8 50 4 NEBDYM20045A
0.5R 1.0 1.0 2.0 50 4 NEBDYM20050A
1.0R 2.0 2.0 4.0 50 4 NEBDYM20100A fi?;’“‘;” g
1.5R 3.0 3.0 6.0 50 4 NEBDYM20150A b1 Semi Fiishing o)
#88% Roughing —
1.0R 2.0 2.0 4.0 50 6 NEBDY20100A _ - 7 @ e
1.5R 3.0 3.0 6.0 50 6 NEBDY20150A | CZJttiE;Ig Eﬁeizt%e b S*I;ﬁ;?k LT
R Diameter Length | Length O.A.L. Dia. Coated Order No.
z 2.0R 4.0 4.0 8.0 50 6 NEBDY20200A
m 25R 5.0 5.0 10.0 50 6 NEBDY20250A 0.5R 1.0 1.0 2.0 75 4 NEBDML20050A
N 3.0R 6.0 6.0 12.0 50 6 NEBDY20300A 1.0R 2.0 2.0 4.0 75 4 NEBDML20100A
° 4.0R 8.0 8.0 16.0 60 8 NEBDY20400A 1.5R 3.0 3.0 6.0 75 4 NEBDML20150A
50R | 10.0 10.0 20.0 75 10 NEBDY20500A
% 6.0R | 120 12.0 24.0 75 12 NEBDY20600A 1.0R 2.0 2.0 4.0 75 6 NEBDL20100A
L4 - - — - 1.5R 3.0 3.0 6.0 75 6 NEBDL20150A
a' = e | v | oam 2.0R 4.0 4.0 8.0 75 6 NEBDL20200A
7] 0.05~05R | #0.005 | 0.1~1.0 [-0.00~-0.01 2.5R 5.0 5.0 10.0 75 6 NEBDL20250A
1.00R +0.005 2.0 -0.01 ~-0.02 3.0R 6.0 6.0 12.0 75 6 NEBDL20300A
1.50R +0.005 30  |0.01--0.02 4.0R 8.0 8.0 16.0 100 8 NEBDL20400A
zgg: fzgg: ‘5‘2 22: ~zgz 50R 10.0 10.0 20.0 100 10 | NEBDL20500A
TR T T EET 6.0R 12.0 12.0 24.0 100 12 | NEBDL20600A
4.00R +0.010 8.0 -0.01 ~-0.03
5.00R +0.010 10.0 -0.01 ~-0.03
6.00R +0.010 12.0 -0.01 ~-0.03




SR S J1%
CARBIDE COMPOS

- ERRIEEE(IEEE 4 - dE)mL -
For Non-metal(glass fiber, carbon fibe

- EEEMIZER -

e for roughing cutting.

ES CUTTER




CEFM-D / CEF-D CEFM-A / CEF-A
RMESME BRI/ IR IRMEa BRI ME/1RER

CARBIDE END MILLS FOR COMPOSITES- Square Type CARBIDE END MILLS FOR COMPOSITES- Square Type

P . &
# -1 Miling ; bt Miling
Dry 2| laman Table | 67 Dry 4 [Emuision| D el 67
Cutting ] (Cltting Citting , (Cutting

#2His# Bright Finishing #ffisk Bright Finishing

##8 Finishing #s Finishing

1o | ||
©lo| | ||

i Semi Finishing gk Semi Finishing

##% Roughing ##% Roughing
T DE 2R MW@ | DIA TR T DE 2R W& | RD MR

d L1 L D Coated Order No. d L1 L D Coated Order No.

4.0 20 60 4 CEFM80400D 4.0 20 60 4 CEFM80400A
6.0 25 60 6 CEF110600D 6.0 25 60 6 CEF110600A
8.0 25 60 8 CEF140800D 8.0 25 60 8 CEF140800A
10.0 30 75 10 CEF161000D 10.0 30 75 10 CEF161000A
12.0 32 100 12 CEF171200D 12.0 32 100 12 CEF171200A

Q
S
)
N
&
ﬂ
%
E
#




n

CIAL CUTTER

xRl ~ Sm/SASEMT -

on steel and aluminum/copper alloy machining.

g ) o



CEK AEK
RWMTRHKT)-HI) ISERETRET)-BY)

MICRO GRAIN CARBIDE T-SLOT CUTTER (Key seat)- Flat Flute BRAZED- MICRO GRAIN CARBIDE T-SLOT CUTTER (Key seat)-
-1 62 Flat Flute

[Emuision
(Cutting P
- v
oy © | [Emuision
Cutting } (Cutting

[4ke] 62

‘ R ‘ A7 Tolerance ‘ ‘ R ‘ /A= Tolerance ‘
[ o] +0.02 | [ o] +0.02 \
e |PEL| BE | BE | .. | A% | ANTWER pm |PEL| BE | BE | .. | A€ | ANOWER
D Cutting _Neck Neck OAL. Sh_ank Uncoated D Cutting 'Neck Neck OAL. Sh_ank Uncoated
Length |Diameter| Length Dia. Order No. Length |Diameter| Length Dia. Order No.

4.0 0.5 2.5 3.5 50 4 CEK040005004 16.0 1.0 8.0 10.0 100 12 AEK160010010
4.0 0.6 25 BI5 50 4 CEK040006004 16.0 1.5 8.0 10.0 100 12 AEK160015010
4.0 0.7 25 3.5 50 4 CEK040007004 16.0 2.0 8.0 10.0 100 12 AEK160020010
4.0 0.8 2.5 B15) 50 4 CEK040008004 16.0 25 8.0 10.0 100 12 AEK160025010
4.0 0.9 25 3.5 50 4 CEK040009004 16.0 3.0 8.0 10.0 100 12 AEK160030010
4.0 1.0 25 815} 50 4 CEK040010004 20.0 0.5 10.0 14.0 100 12 AEK200005012
4.0 1.5 2.5 3.5 50 4 CEK040015004 20.0 1.0 10.0 14.0 100 12 AEK200010012
4.0 2.0 25 BI5 50 4 CEK040020004 20.0 1.5 10.0 14.0 100 12 AEK200015012
5.0 0.5 25 4.0 50 6 CEK050005004 20.0 2.0 10.0 14.0 100 12 AEK200020012
5.0 0.6 2.5 4.0 50 6 CEK050006004 20.0 25 10.0 14.0 100 12 AEK200025012
5.0 0.7 25 4.0 50 6 CEK050007004 20.0 3.0 10.0 14.0 100 12 AEK200030012
5.0 0.8 2.5 4.0 50 6 CEK050008004 25.0 1.0 12.0 16.0 100 16 AEK250010016
5.0 0.9 2.5 4.0 50 6 CEK050009004 25.0 2.0 12.0 16.0 100 16 AEK250020016
5.0 1.0 25 4.0 50 6 CEK050010004 25.0 25 12.0 16.0 100 16 AEK250025016
5.0 1.5 25 4.0 50 6 CEK050015004 25.0 3.0 12.0 16.0 100 16 AEK250030016
5.0 2.0 2.5 4.0 50 6 CEK050020004 25.0 4.0 12.0 16.0 100 16 AEK250040016
6.0 0.5 3.0 4.0 50 6 CEK060005006 25.0 5.0 12.0 16.0 100 16 AEK250050016
6.0 0.6 3.0 4.0 50 6 CEK060006006 30.0 1.0 15.0 18.0 100 16 AEK300010016
6.0 0.7 3.0 4.0 50 6 CEK060007006 30.0 2.0 15.0 18.0 100 16 AEK300020016
6.0 0.8 3.0 4.0 50 6 CEK060008006 30.0 3.0 15.0 18.0 100 16 AEK300030016
6.0 0.9 3.0 4.0 50 6 CEK060009006 30.0 4.0 15.0 18.0 100 16 AEK300040016
6.0 1.0 3.0 4.0 50 6 CEK060010006 30.0 5.0 15.0 18.0 100 16 AEK300050016
6.0 1.5 3.0 4.0 50 6 CEK060015006
6.0 2.0 3.0 4.0 50 6 CEK060020006
8.0 1.0 4.0 4.0 60 8 CEK080010006
8.0 1.5 4.0 4.0 60 8 CEK080015006
8.0 2.0 4.0 4.0 60 8 CEK080020006

10.0 1.0 5.0 6.0 75 10 CEK100010006

10.0 1.5 5.0 6.0 75 10 CEK100015006

10.0 2.0 5.0 6.0 75 10 CEK100020006

12.0 1.0 6.0 7.0 75 12 CEK120010006

12.0 1.5 6.0 7.0 75 12 CEK120015006

12.0 2.0 6.0 7.0 75 12 CEK120020006

»
m
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-y
=
X
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CEC AEC
iSESMNEEHRT) SRR EESRT)

MICRO GRAIN CARBIDE CONVEX CUTTER BRAZED- MICRO GRAIN CARBIDE CONVEX CUTTER
——
ol e 62 |ue] 62

Cutting

‘ RE ‘ /A7= Tolerance ‘ ‘ RAE ‘ A% Tolerance ‘
[ r | +0.02 \ [ r | +0.02 \
5 . . - o 5 " » . 5
78 | Rm | O | Nk | Neak | 2% | ohank | oneomess P8 | BB TR Neck | Neok | 2 | shank | Oncostod
Length |Diameter| Length Dia. Order No. Length |Diameter| Length Dia. Order No.
4.0 0.3R 0.6 2.0 3.5 50 6 CEC040006004 16.0 0.3R 0.6 8.0 10.0 100 12 AEC160006010
4.0 0.5R 1.0 2.0 BI5 50 6 CEC040010004 16.0 0.5R 1.0 8.0 10.0 100 12 AEC160010010
4.0 1.0R 2.0 2.0 3.5 50 6 CEC040020004 16.0 1.0R 2.0 8.0 10.0 100 12 AEC160020010
5.0 0.3R 0.6 2.2 815 50 6 CEC050006004 16.0 1.5R 3.0 8.0 10.0 100 12 AEC160030010
5.0 0.5R 1.0 2.2 3.5 50 6 CEC050010004 16.0 2.0R 4.0 8.0 10.0 100 12 AEC160040010
5.0 1.0R 2.0 22 3.5 50 6 CEC050020004 16.0 3.0R 6.0 8.0 10.0 100 12 AEC160060010
6.0 0.3R 0.6 2.7 4.0 50 6 CEC060006004 20.0 0.3R 0.6 10.0 14.0 100 12 AEC200006012
6.0 0.5R 1.0 2.7 4.0 50 6 CEC060010004 20.0 0.5R 1.0 10.0 14.0 100 12 AEC200010012
6.0 1.0R 2.0 2.7 4.0 50 6 CEC060020004 20.0 1.0R 2.0 10.0 14.0 100 12 AEC200020012
8.0 0.3R 0.6 3.6 5.0 60 8 CEC080006006 20.0 1.5R 3.0 10.0 14.0 100 12 AEC200030012
8.0 0.5R 1.0 3.6 5.0 60 8 CEC080010006 20.0 2.0R 4.0 10.0 14.0 100 12 AEC200040012
8.0 1.0R 2.0 3.6 5.0 60 8 CEC080020006 20.0 3.0R 6.0 12.0 14.0 100 12 AEC200060012
10.0 0.3R 0.6 4.5 6.0 75 10 CEC100006006 25.0 0.5R 1.0 12.0 16.0 100 16 AEC250010016
10.0 0.5R 1.0 4.5 6.0 75 10 CEC100010006 25.0 1.0R 2.0 12.0 16.0 100 16 AEC250020016
10.0 1.0R 2.0 4.5 6.0 75 10 CEC100020006 25.0 1.5R 3.0 12.0 16.0 100 16 AEC250030016
10.0 1.5R 3.0 4.5 6.0 75 10 CEC100030006 25.0 2.0R 4.0 12.0 16.0 100 16 AEC250040016
10.0 2.0R 4.0 4.5 6.0 75 10 CEC100040006 25.0 3.0R 6.0 12.0 16.0 100 16 AEC250060016
12.0 0.3R 0.6 5.5 6.0 75 12 CEC120006006 30.0 0.5R 1.0 15.0 18.0 100 16 AEC300010016
12.0 0.5R 1.0 5.5 6.0 75 12 CEC120010006 30.0 1.0R 2.0 15.0 18.0 100 16 AEC300020016
12.0 1.0R 2.0 515 6.0 75 12 CEC120020006 30.0 1.5R 3.0 15.0 18.0 100 16 AEC300030016
12.0 1.5R 3.0 5.5 6.0 75 12 CEC120030006 30.0 2.0R 4.0 15.0 18.0 100 16 AEC300040016
12.0 2.0R 4.0 5.5 6.0 75 12 CEC120040006 30.0 3.0R 6.0 15.0 18.0 100 16 AEC300060016
CECS CECSW

ISESEEH®T)-HY) NS AEREERT)

MICRO GRAIN CARBIDE ANGULAR CUTTER (Dovetail)- Flat MICRO GRAIN CARBIDE W-ANGULAR CUTTER (Dovetail)

Flute ( .
o | ez ] 62
- Cutting ] [Cutting

[‘2 e 62
\ e

‘ AE(EE) ‘ /A7 Tolerance ‘ ‘ BE ‘ A7 Tolerance ‘

[ s ] 1" \ [ o ] 1 \
T Elg R japied B|R 25 RS B7]RTHE4RR & ﬁfg R it BER 2 A B7IRTEE RS

Diameter 3 Cutting .Neck Neck OAL. Sh_ank Uncoated Db 3 Cutting _Neck Neck OAL. Sh?nk Uncoated
Angle | Length |Diameter| Length Dia. Order No. Angle | Length |Diameter| Length Dia. Order No.
3.0 45° 0.8 1.4 3.0 60 6 CECS03000800445 6.0 60° 1.8 27 4 60 6 CECSWO060018060
4.0 45° 1.0 2.0 3.5 60 6 CECS04001000445 8.0 60° 24 3.6 5 60 8 CECSW080024060 m
5.0 45° 1.2 25 4.0 60 6 CECS05001200445 10.0 60° 3.1 4.5 6 75 10 |CECSW100031060 ‘
6.0 45° 1.4 3.0 4.0 60 6 CECS06001400445 12.0 60° a8 5.4 7 75 12 |CECSW120037060 m
8.0 45° 1.9 4.0 5.0 60 8 CECS08001900645 n
10.0 45° 24 5.0 6.0 75 10 |CECS10002400645 6.0 90° 28 3.0 4 60 6 CECSW060028090 Ny
12.0 45° 2.9 6.0 7.0 75 12 |CECS12002900645 8.0 90° 3.8 4.0 5 60 8 CECSWO080038090 b
10.0 90° 4.8 5.0 6 75 10 |CECSW100048090 P

3.0 60° 1.2 1.5 3.0 60 6 CECS03001200460 12.0 90° 5.8 6.0 7 75 12 |CECSW120058090
4.0 60° 1.6 2.0 815 60 6 CECS04001600460 EE
5.0 60° 22 2.3 4.0 60 6 CECS05002200460 gg
6.0 60° 2574 2/ 4.0 60 6 CECS06002700460
8.0 60° 3.7 3.6 5.0 60 8 CECS08003700660 %
10.0 60° 4.6 4.5 6.0 75 10 |CECS10004600660 7]
12.0 60° 5.6 5.4 7.0 75 12 |CECS12005600660




Jd&KRS TVIOIdS

CEC2-A
SHEARARTI-27]

MICRO GRAIN CARBIDE V-pointed END MILLS- 2F

-\
[Emuision|
(Cutting

py
D
(Cutting

Seme

CEUM / CEU
ISR 7)-1R4E5-17)

MICRO CARBIDE ENGRAVING CUTTERS- Square Type- 1F

-\
[Emusion,
Cutting

[ o

‘ p=:1:-4 ‘ A7 Tolerance ‘ @
L e | =1 |
7 fisd il H St . y HI -0
Angle Length Dia. Order No. Angle Order No.
90° 3.0 6.0 50 6 CEC2030090A 0.10 30° 50 4 1 CEUMO001030
90° 4.0 8.0 50 6 CEC2040090A 0.25 30° 50 4 1 CEUMO002530
90° 5.0 10.0 50 6 CEC2050090A 0.50 30° 50 4 1 CEUMO005030
90° 6.0 12.0 50 6 CEC2060090A 0.75 30° 50 4 1 CEUMO007530
90° 8.0 16.0 60 8 CEC2080090A
90° 10.0 20.0 75 10 CEC2100090A 0.10 60° 50 4 1 CEUMO001060
90° 12.0 24.0 75 12 CEC2120090A 0.25 60° 50 4 1 CEUMO002560
90° 16.0 32.0 100 16 CEC2160090A 0.50 60° 50 4 1 CEUMO005060
90° 20.0 40.0 100 20 CEC2200090A 0.75 60° 50 4 1 CEUMO007560
1.50 60° 50 4 1 CEUMO015060
120° 3.0 6.0 50 6 CEC20300C0A
120° 4.0 8.0 50 6 CEC20400C0A 0.10 90° 50 4 1 CEUMO001090
120° 5.0 10.0 50 6 CEC20500C0A 0.25 90° 50 4 1 CEUMO002590
120° 6.0 12.0 50 6 CEC20600C0A 0.50 90° 50 4 1 CEUMO005090
120° 8.0 16.0 60 8 CEC20800C0A 0.75 90° 50 4 1 CEUMO007590
120° 10.0 20.0 75 10 CEC21000C0A 1.50 90° 50 4 1 CEUMO015090
120° 12.0 24.0 75 12 CEC21200C0A
120° 16.0 32.0 100 16 CEC21600C0A 0.10 30° 50 6 1 CEU001030
120° 20.0 40.0 100 20 CEC22000C0A 0.25 30° 50 6 1 CEU002530
0.50 30° 50 6 1 CEU005030
CEFC 0.75 30° 50 6 1 CEU007530
A
ﬁmﬁﬁ;ﬁ“ﬁﬂn-zﬂ 0.10 60° 50 6 1 CEU001060
MICRO GRAIN CARBIDE FLAT CHAMFERING END MILLS- 2F 0.25 60° 50 6 1 CEU002560
m {Em—'& @ 0.50 60° 50 6 1 CEU005060
ced B 0.75 60° 50 6 1 CEU007560
1.50 60° 50 6 1 CEU015060
V. 3 0.10 90° 50 6 1 CEU001090
h — 0.50 90° 50 6 1 CEU005090
0.75 90° 50 6 1 CEU007590
1.50 90° 50 6 1 CEU015090
‘ AR ‘ A7 Tolerance ‘
L e | =1 \
A pm | PR | g | W@ | QUEWER
Tip Do Cutting OAL. Shfank Uncoated
Angle Length Dia. Order No.
60° 3 2.59 50 3 CEFC03060
60° 4 3.46 50 4 CEFC04060
60° 6 5.19 50 6 CEFC06060
60° 8 6.92 50 8 CEFC08060
60° 10 8.66 75 10 CEFC10060
60° 12 10.39 75 12 CEFC12060
60° 16 13.85 75 16 CEFC16060
90° 3 1.50 50 3 CEFC03090
90° 4 2.00 50 4 CEFC04090
90° 6 3.00 50 6 CEFC06090
90° 8 4.00 50 8 CEFC08090
90° 10 5.00 75 10 CEFC10090
90° 12 6.00 75 12 CEFC12090
90° 16 8.00 75 16 CEFC16090
120° 3 0.86 50 3 CEFC030C0
120° 4 1.15 50 4 CEFC040C0
120° 6 1.73 50 6 CEFC060C0
120° 8 2.30 50 8 CEFC080C0
120° 10 2.88 75 10 CEFC100C0
120° 12 3.46 75 12 CEFC120C0
120° 16 4.61 75 16 CEFC160C0




CEFC1 / CEFCL1 MEFCD3 / MEFCDL3
ISHERAART]-RE A RIRE-17] 556 =08 A Rl At 7)-1R 24 & RIREL-37)

MICRO GRAIN CARBIDE CHAMFERING CUTTER- For ULTRA CARBIDE CHAMFERING CUTTER- For High Hardness-

Aluminum- Standard & Long Shank- 1F Standard & Long Shank- 3F
2O O« SELY XA

‘ BE ‘ /A7= Tolerance ‘ ‘ BE ‘ /A7= Tolerance ‘
L e | =1 | L e | = |
Angle Length Dia. Order No. Angle Length Dia. Order No.
60° 3 2.59 50 3 CEFC103060 60° 3 0.6 217 50 3 MEFCD303060A
60° 4 3.46 50 4 CEFC104060 60° 4 0.8 291 50 4 MEFCD304060A
60° 6 5.19 50 6 CEFC106060 60° 6 1.2 4.37 50 6 MEFCD306060A
60° 8 6.92 60 8 CEFC108060 60° 8 1.6 5.83 60 8 MEFCD308060A
60° 10 8.66 60 10 CEFC110060 60° 10 2.0 7.28 60 10 MEFCD310060A
60° 12 10.39 60 12 CEFC112060 60° 12 24 8.74 60 12 MEFCD312060A
90° 3 1.50 50 6] CEFC103090 90° 3 0.6 1.30 50 3 MEFCD303090A
90° 4 2.00 50 4 CEFC104090 90° 4 0.8 1.74 50 4 MEFCD304090A
90° 6 3.00 50 6 CEFC106090 90° 6 1.2 2.61 50 6 MEFCD306090A
90° 8 4.00 60 8 CEFC108090 90° 8 1.6 3.49 60 8 MEFCD308090A
90° 10 5.00 60 10 CEFC110090 90° 10 2.0 4.36 60 10 MEFCD310090A
90° 12 6.00 60 12 CEFC112090 90° 12 2.4 5.23 60 12 MEFCD312090A
60° 3 2.59 75 3 CEFCL103060 60° 3 0.6 217 75 3 MEFCDL303060A
60° 4 3.46 75 4 CEFCL104060 60° 4 0.8 2.91 75 4 MEFCDL304060A
60° 6 5.19 75 6 CEFCL106060 60° 6 1.2 4.37 75 6 MEFCDL306060A
60° 8 6.92 100 8 CEFCL108060 60° 8 1.6 5.83 100 8 MEFCDL308060A
60° 10 8.66 100 10 CEFCL110060 60° 10 2.0 7.28 100 10 MEFCDL310060A
60° 12 10.39 100 12 CEFCL112060 60° 12 24 8.74 100 12 MEFCDL312060A
90° 3 1.50 75 3 CEFCL103090 90° 3 0.6 1.30 75 3 MEFCDL303090A
90° 4 2.00 75 4 CEFCL104090 90° 4 0.8 1.74 75 4 MEFCDL304090A
90° 6 3.00 75 6 CEFCL106090 90° 6 1.2 2.61 75 6 MEFCDL306090A
90° 8 4.00 100 8 CEFCL108090 90° 8 1.6 3.49 100 8 MEFCDL308090A
90° 10 5.00 100 10 CEFCL110090 90° 10 2.0 4.36 100 10 MEFCDL310090A
90° 12 6.00 100 12 CEFCL112090 90° 12 24 5.23 100 12 MEFCDL312090A
CEIR2

IRMARAERTI-27]

MICRO GRAIN CARBIDE INNER RADIUS CUTTER- 2F

p N
Sl E“i @ @ 5] 64

T

RE Tolerance(A%)
R<1 +0.02
1=R<5 +0.03
5=R +0.05 %
rg | TRE | ERE | ERE | . | AT | E7IBER m
R Shank _Flrst $econd OAL. Shgnk Uncoated n
Angle Diameter | Diameter Dia. Order No. —y
0.5R 15° 1.5 2.7 50 4 CEIR20150050 b
0.75R 15° 1.5 3.2 50 4 CEIR20150075 P
1.0R 15° 1.5 3.7 50 4 CEIR20150100
1.25R - 1.5 4.2 50 6 CEIR20150125 EE
1.5R 15° 1.5 4.7 50 6 CEIR20150150 ﬂ
1.75R 15° {#5) B2 50 6 CEIR20150175
2.0R 15° 1.5 5.7 50 6 CEIR20150200 %
2.5R - 1.5 6.7 50 8 CEIR20150250 7]
3.0R 15° 1.5 7.7 50 8 CEIR20150300
4.0R 15° 2.0 10.2 60 12 | CEIR20200400
5.0R 15° 3.0 13.2 75 16 | CEIR20300500
6.0R 15° 3.0 15.2 75 16 | CEIR20300600
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CLES2-A CLES3-A
S2205# T &t 7]-MRTET]E-27) S220i55H T &t 7]-/\iRFE I EL-35]

S$220 MICRO GRAIN CARBIDE END MILLS- Square Type- 2F S$220 MICRO GRAIN CARBIDE END MILLS- Square Type- 3F
with small shank For Lathe with small shank For Lathe

-
= OO HEY ol OOGE®
(Cutting Cutting Cutting J [Cutting

#Bflgt Bright Finishing — #B#f# Bright Finishing —

¥&8% Finishing (@] ¥&% Finishing (@)

3% Semi Finishing (€] th§% Semi Finishing (@}

#88t Roughing (@] #8#% Roughing O

Length Dia. Order No. Length Dia. Order No.
2.0 2 40 6 CLES20200A 2.0 2 40 6 CLES30200A
3.0 3 40 6 CLES20300A 3.0 3 40 6 CLES30300A
4.0 4 40 6 CLES20400A 4.0 4 40 6 CLES30400A
5.0 5 40 6 CLES20500A 5.0 5 40 6 CLES30500A
6.0 6 40 6 CLES20600A 6.0 6 40 6 CLES30600A
7.0 7 40 6 CLES20700A 7.0 7 40 6 CLES30700A
8.0 8 40 6 CLES20800A 8.0 8 40 6 CLES30800A
9.0 9 40 6 CLES20900A 9.0 9 40 6 CLES30900A
10.0 10 40 6 CLES21000A 10.0 10 40 6 CLES31000A
12.0 12 40 10 CLES21200A 12.0 12 40 10 CLES31200A
CLES4-A CLESG6-A

S220£58 T &t 7]-/\ExE T)BL-47) S220£58 T &t 7]- I E*ET)EL-67)
S$220 MICRO GRAIN CARBIDE END MILLS- Square Type- 4F S$220 MICRO GRAIN CARBIDE END MILLS- Square Type- 6F
with small shank For Lathe with small shank For Lathe

S R
ol ki) OO & E o2 ) OO E
(Cutting Cutting S Cutting J [Cutting o

#B#58% Bright Finishing (@] #8843 Bright Finishing [e)
ek Finishing (¢} ###% Finishing [©]
gk Semi Finishing O i Semi Finishing O
#8#t Roughing — #8#% Roughing —
P &
niE e 28 JE | amames 7@ P 28 JE | mmmes
Diameter g O.ALL. N Coated Order No. Diameter 9 O.A.L. N Coated Order No.
Length Dia. Length Dia.
4.0 4 40 6 CLES40400A 6.0 6 40 6 CLES60600A
5.0 5 40 6 CLES40500A 7.0 7 40 6 CLES60700A
6.0 6 40 6 CLES40600A 8.0 8 40 6 CLES60800A
7.0 7 40 6 CLES40700A 9.0 9 40 6 CLES60900A
8.0 8 40 6 CLES40800A 10.0 10 40 6 CLES61000A F
8.0 8 40 8 CLES4080008A 12.0 12 40 10 CLES61200A h
10.0 1 40 6 CLES41000A 16.0 16 40 10 CLES61600A
10.0 10 40 10 CLES4100010A E
12.0 12 40 10 CLES41200A
16.0 16 40 10 CLES41600A "’I

bl B
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CSHI2-A
#5802 ThAE R hEsE &t oF 7) (- 18- ) R
FA(ISO#R1g)

e
ory ©
(Cutting

© [ +2

2¢
L1

e

L2 vl
T |
60
h
Ter m?mal
BRAX o = o o
Thread| B8 | 8| o | 1 | 1o | ng | N | 2F |G| SSRGS
" Pitch | Dia. L D | Coated Order No.
HHIFM
M6 1.00| 5.0|4.85| 1.0 |145| 66| 9.5| 60 8 | CSHI205008-100A
M8 |1.25| 6.8/6.45| 1.3 |18.2| 9.0|16.8| 75 | 10 | CSHI206810-125A
M10 | 1.50 | 8.5|8.08| 1.5 |23.4|11.0|11.6| 80 | 12 | CSHI208512-150A
M12 | 1.75(10.3|9.74| 1.5 | 27.1[13.5|17.9| 90 | 14 | CSHI210314-175A

MSHIA1 / MSHIA2 /| MSHIA3
B ESEE % ThEEEE / S SR IR e S 35t 2F 7] ($-2 40
f2Ifm)-58 - IR FR(ISO#RA)

200605 E

P

MSHIDA1-A /| MSHIDA2-A /| MSHIDA3-A
RS %S ThaE e / S AF IR 8t 2F 7 ($- R -
PEI)-5EHA B - iR AR (ISO#RAR)

W /4P
Internal i

g @ | 7w PR eg | PR ge ) gy meemms
Thread | Pitch | Dia. Length O.ALL. Dia. Chamfer| Teeth | Coated Order No.
M0.8 [0.20 | 0.60 | 2.4 50 4 0.10 1 MSHIDA100604-020A
M0.9 [0.225| 0.66 | 2.7 50 4 0.12 1 MSHIDA100604-022A
M1.0 [0.25 | 0.73 3.0 50 4 0.15 1 MSHIDA100704-025A
M1.2 [(0.25 | 092 | 3.6 50 4 0.15 1 MSHIDA100904-025A
M14 (030 | 1.05 | 4.2 50 4 0.19 1 MSHIDA101004-030A
M1.6 [0.35 | 1.21 4.8 50 4 0.22 1 MSHIDA101204-035A
M2.0 [0.40 | 1.55 6.0 50 4 0.25 1 MSHIDA201504-040A
M2.5 (045 | 200 | 7.5 50 4 0.29 1 MSHIDA202004-045A
M3.0 [0.50 | 244 | 9.0 60 6 0.33 1 MSHIDA202406-050A
M4.0 (0.70 | 3.20 | 12.0 60 6 0.45 1 MSHIDA203206-070A
M5.0 (0.80 | 4.00 | 15.0 60 6 0.53 1 MSHIDA204006-080A
M6.0 |1.00 | 4.85 | 18.0 75 6 0.65 2 MSHIDA304806-100A
M8.0 [1.25 | 6.50 | 24.0 75 8 0.80 2 | MSHIDA306508-125A
M10.0 [ 1.50 | 7.90 | 30.0 75 8 1.00 2 | MSHIDA307908-150A

CTSE-A
SEHE T #i 5F 7)- MBI (SO %)

R
7// . Milling
ol | o] € €D ] 43
(Cutting \Cutting 0

W /4P
Internal 60"
er E;«an:al

ga | o@E | 7w | | @R | R mmmes

Thread Pitch Dia. Length O.AL. Dia. Coated Order No.
M3 0.50 5.9 15.0 60 6 CTSE305906-050A
M4.5 0.75 7.9 19.5 60 8 CTSE307908-075A
M6 1.00 9.9 24.0 75 10 CTSE509910-100A
M10 1.50 11.9 30.0 100 12 CTSE511912-150A
M14 2.00 11.9 30.0 100 12 CTSE511912-200A
M24 3.00 15.9 36.0 100 16 CTSE515916-300A
M36 4.00 15.9 40.0 100 16 CTSE515916-400A
M64 6.00 19.9 36.0 100 20 CTSE519920-600A

_
h
41”” zxxerl:l

m @ | 7E | PR ex | PR ge gy | emes

Thread | Pitch | Dia. Length O.A.L. Dia. Chamfer| Teeth | Uncoated Order No.
MO0.8 |0.20 | 0.60 24 50 4 0.10 1 MSHIA100604-020
MO0.9 |0.225| 0.66 | 2.7 | 50 4 0.12 1 MSHIA100604-022
M1.0 (025 | 0.73 | 3.0 | 50 4 0.15 1 MSHIA100704-025
M1.2 |0.25 | 0.92 3.6 50 4 0.15 1 MSHIA100904-025
M1.4 030 | 1.05 | 4.2 | 50 4 0.19 1 MSHIA101004-030
M1.6 (035 | 1.21 | 48 | 50 4 0.22 1 MSHIA101204-035
M2.0 |040 | 155 | 6.0 50 4 0.25 1 MSHIA201504-040
M25 (045 | 200 | 7.5 | 50 4 0.29 1 MSHIA202004-045
M3.0 (050 | 244 | 9.0 | 60 6 0.33 1 MSHIA202406-050
M4.0 |0.70 | 3.20 | 12.0 | 60 6 0.45 1 MSHIA203206-070
M5.0 |0.80 | 4.00 | 15.0 | 60 6 0.53 1 MSHIA204006-080
M6.0 |1.00 | 485 |18.0 | 75 6 0.65 2 MSHIA304806-100
M8.0 |1.25 | 650 | 24.0 | 75 8 0.80 2 MSHIA306508-125
M10.0 | 1.50 | 7.90 | 30.0 | 75 8 1.00 2 MSHIA307908-150




CTSI-A

RIME T 7)-RES A(ISOMRiE) CTSIU-A

SHIE Tt o 7]- IR A(UNSERIRE)
e YT Y=
E(eY Y XX =]

A /4P
Internal 60"
7” Ext?vl;a\
h
gn | @E | 7@ | 2| 2R JE | e e
Thread Pitch Dia. Length O.ALL. Dia. Coated Order No. e =—
M45 | 075 30 67 | 50 4 | CTSI303004-075A || ; W28 cuting | ER e BHITRES
M8 0.75 5.9 15.0 60 6 CTSI305906-075A | Length o Dia. )
M5 0.80 3.6 8.0 50 4 CTSI303604-080A No.8 36 3.0 6.3 50 4 CTSIU303004-360A
M6 1.00 4.0 9.0 60 6 CTSI304006-100A No.8 32 3.0 6.3 50 4 CTSIU303004-320A
M12 1.00 7.9 20.0 60 8 CTSI307908-100A 5/16" 32 5.9 14.3 60 6 CTSIU305906-320A
M8 1.25 5.0 12.5 60 6 CTSI305006-125A No.12 28 36 8.2 50 4 CTSIU303604-280A
M10 1.50 5.9 15.0 60 6 CTSI305906-150A 716" 28 7.9 19.9 60 8 CTSIU307908-280A
M14 1.50 9.9 24.0 75 10 | CTSI509910-150A No.12 24 4.0 8.5 60 6 CTSIU304006-240A
M18 1.50 11.9 30.0 100 12 | CTSI511912-150A 1/4" 20 4.0 10.2 60 6 CTSIU304006-200A
M12 1.75 7.9 19.2 60 8 CTSI307908-175A 9/16" 20 9.9 22.9 75 10 | CTSIU509910-200A
M16 2.00 9.9 24.0 75 10 | CTSI509910-200A 5/16" 18 5.0 12.7 60 6 CTSIU305006-180A
M18 2.00 11.9 30.0 100 12 | CTSI511912-200A 9/16" 18 9.9 24.0 75 10 | CTSIU509910-180A
M20 2.50 11.9 30.0 100 12 | CTSI511912-250A 3/8" 16 5.9 14.3 60 6 CTSIU305906-160A
M24 3.00 15.9 36.0 100 16 | CTSI515916-300A 3/4" 16 11.9 28.6 100 12 | CTSIU511912-160A
M30 3.50 15.9 38.5 100 16 | CTSI515916-350A 716" 14 7.9 18.1 60 8 CTSIU307908-140A
M36 4.00 15.9 40.0 100 16 | CTSI515916-400A 12" 13 7.9 19.5 60 8 CTSIU307908-130A
M48 5.00 19.9 40.0 100 20 | CTSI519920-500A 9/16" 12 9.9 23.3 75 10 | CTSIU509910-120A
M64 6.00 19.9 36.0 100 20 | CTSI519920-600A K 12 11.9 29.6 100 12 | CTSIU511912-120A
5/8" 11 9.9 23.1 75 10 | CTSIU509910-110A
CTHI-A 75 | o | 5o | sas | 100 | 1o | crouststeooon
i%ﬁlﬂl?ﬁii&iﬂ: D-WWHFE(ISOEH) i 8 15.9 38.1 100 16 | CTSIU515916-080A
11/8" 7 15.9 36.3 100 16 | CTSIU515916-070A
13/8" 6 19.9 38.1 100 20 | CTSIU519920-060A
= — 13/4" 5 19.9 40.6 100 20 | CTSIU519920-050A
C @ 43 2" 45 19.9 39.5 100 20 | CTSIU519920-045A

X 25.4 + Tpi (SHIEEI Inch) = Pitch (A %IBE I Metric)

CTSEU-A
IR E T HtF 71-SMRE B (UNSERFR1E)

N
AE e
FErYIY YT
S g | 7w | 20| 2w | R e
Pitch | Dia. O.ALL. N Coated Order No.
M#ESF | Mx1405F Length Dia. :
M3  |M35~M16| 050 | 22 | 6.00| 50 | 4 | CTHI302204-050A
M4 | 050 | 3.0 | 800| 50 | 4 | CTHI303004-050A
M5 | 050 | 39 | 10.00| 50 | 4 | CTHI303904-050A P
M4 070 | 2.8 | 840| 50 | 4 |CTHI302804-070A -
M6 | 0.75 | 3.9 | 12.00| 50 | 4 | CTHI303904-075A 1
M5 0.80 | 35 | 1040| 50 | 4 | CTHI303504-080A A g
M6 | M8~M40 | 1.00 | 3.9 | 12.00| 50 | 4 | CTHI303904-100A ——
M8 | 1.00 | 59 | 16.00| 60 | 6 | CTHI305906-100A w | IE = N
M10 | 100 | 7.9 | 2000| 60 | 8 |CTHI307908-100A Tﬁfﬁﬁd ﬁ’”.“‘ T8 | Cutting | TN ST;nk RIRGT MRS
pi Dia. Length O.A.L. Dia. Coated Order No.
M12 | 1.00 | 9.9 | 2400| 75 | 10 |CTHI409910-100A
Ve 125 | 58 1625 60 | 6 | CTHI305806.125A No.6 32 59 | 143 60 6 | CTSEU305906-320A
M10 | 125 | 7.7 | 20.00| 60 | 8 |CTHI307708-125A Nod2' |/ 28 79 | 199 60 8 | CTSEU307908-280A
M10 | M12~M48| 1.50 | 7.7 | 21.00| 60 | 8 | CTHI307708-150A 114" 20 99 | 229 5 10 | CTSEU509910-200A
viz 1150 T 94 12200 75 | 10 | CTRI409410-150A 5/16" 18 99 | 240 75 10 | CTSEU509910-180A
M14 | 150 | 11.2 | 2850 | 100 | 12 | CTHI411212-150A 3/8" 16 19 | 286 100 12| CTSEU511912-160A
M16 | 150 | 11.9 | 33.00| 100 | 12 | CTHI411912-150A one” 12 1.9 | 296 100 12 | CTSEU511912-120A
M12 175 | 87 | 2450| 75 | 10 | CTHI408710-175A 1 8 159 | 381 100 16 | CTSEU515916-080A
M14 | M17~M80| 2.00 | 9.9 | 28.00| 75 | 10 | CTHI409910-200A 13/8" 6 19.9° | 38 100 20 | CTSEU519920-060A
M16 | M17~M80| 2.00 | 11.9 | 32.00| 100 | 12 | CTHI411912-200A X 25.4 -+ Tpi (BRFIEEAL Inch) = Pitch (AHIEE L Metric)
M18~M22 250 | 13.9 | 40.00| 100 | 16 | CTHI513916-250A
M24 3.00 | 159 | 42.00| 100 | 16 | CTHI415916-300A




CTHIU-A
SEHIRRESE 5T 7]- iR FA(UNSSBYRAE) MTHIA-A

SREMITHES ST 7)-REBE- IR FI(SORR1S)
)

Z o €
Dry © [Emuision
Cutting J (Cutting

1,

i =4
N\
41”” Extemal
S Thread gt | 7| PR 2m | PR mperms T
UNC UNF UNEF Tpi | Dia. |CUiNG| oA [Shank| o ooied Order No. — . @
BF | AT 2T Length Dia. BN TRETEI2D/ 2D(L2 = 2 X Thread Diameter)
No.8 36 | 30| 85| 50 | 4 | CTHIU303004-360A 124 ,
No.10 No.12-3/8" 32 | 33|11.1| 50 | 4 | CTHIU303304-320A Tﬁ% T'\'/‘Ir)‘ii" ﬁiﬁ g‘f E?gﬁ%e o%ﬁ_. s?f:k Cﬁ&iﬁﬁgﬁo.
No12:1/4"| 7M6"»1/2" | 28 | 38| 11.8| 50 | 4 | CTHIU303804-280A P ength Dia.
14" 76"+ 1/2" | 28 | 46| 127| 60 | 6 | CTHIU304606-280A M1.6 0.35 1.20 3.4 50 3 MTHIA301203-035A
76" 1/2" | 28 | 92| 227| 75 | 10 | CTHIU409210-280A M2 0.40 1.55 42 60 6 MTHIA301506-040A
No.10 | 5/16" » 3/8" | 9/16"-11/16" | 24 | 2.9|106| 50 | 4 | CTHIU302904-240A M2.2 0.45 1.65 46 60 6 MTHIA301606-045A
No.12 | 5/16" » 3/8" | 9/16"-11/16" | 24 | 35| 11.6| 50 | 4 | CTHIU303504-240A M2.5 0.45 1.95 5.2 60 6 MTHIA301906-045A
516" > 3/8" | 9/16"-11/16" | 24 | 57|159| 60 | 6 | CTHIU305706-240A M3 | M3.5~M16| 0.50 2.40 6.2 60 6 MTHIA302406-050A
3/8" 9/16"11/16" | 24 | 7.4|19.1| 60 | 8 | CTHIU307408-240A M3.5 0.60 2.75 7.3 60 6 MTHIA302706-060A
9/16"-11/16" | 24 | 11.9 | 28.6 | 100 | 12 | CTHIU411912-240A M4 0.70 3.15 8.3 60 6 MTHIA303106-070A
14" | 716" 1/2" 3/4"1" 20 | 39|127| 50 | 4 | CTHIU303904-200A M5 0.80 4.05 10.4 60 6 MTHIA304006-080A
716" » 1/2" 3/4"1" 20 | 85| 229| 75 | 10 | CTHIU408510-200A M6 | M8~M40 | 1.00 4.80 12,5 60 6 MTHIA304806-100A
12" 3/4"1" 20 | 99| 254| 75 | 10 | CTHIU409910-200A M8 1.25 6.50 16.6 60 8 MTHIA306508-125A
3/4"1" 20 | 159 381 | 100 | 16 | CTHIU515916-200A M10 | M12~M48 | 1.50 8.20 20.8 75 10 MTHIA308210-150A
5/16" | 9/16" » 5/8" | 11/16"-111/16" | 18 | 52| 169 | 60 | 6 | CTHIU305206-180A M12 1.75 9.90 25.0 75 10 MTHIA309910-175A
9/16" » 5/8" | 11/16"-111/16" | 18 | 11.3 | 29.6 | 100 | 12 | CTHIU411312-180A M16 2.00 11.90 33.0 100 12 MTHIA311912-200A
5/8" 11/16"-111/16" | 18 | 11.9 | 32.5| 100 | 12 | CTHIU411912-180A M20 2.50 15.90 413 100 16 MTHIA315916-250A
3/8" 3/4" 16 | 6.7|191| 60 | 8 | CTHIU306708-160A
34" 16 | 159 38.1| 100 | 16 | CTHIU415916-160A AT FEZE 23D/ 3D(L2 = 3 X Thread Diameter)
7/16" 78" 14 | 7.6|236| 60 | 8 | CTHIU407608-140A IR -
718" 14 | 18.7 | 444 | 100 | 20 | CTHIU418720-140A Tﬁeﬂad T,a'fjd ﬁiﬁ ga@ Eﬁfffe o%f_. ST;:k cztﬁ‘{)ﬂzﬁiﬁo.
12" 13 | 89254 75 | 10 | CTHIU408910-130A VBT | g Length I
9/16" | 1"-11/2" 12 | 10.3| 29.6 | 100 | 12 | CTHIU410312-120A M1.6 0.35 1.20 5.0 50 3 MTHIA301203050-035A
1"11/2" 12 | 19.9 | 50.8 | 100 | 20 | CTHIU519920-120A M2 0.40 1.55 6.2 60 6 MTHIA301506062-040A
5/8" 11 | 11.0| 323 | 100 | 12 CTHIU411012-110A M2.5 0.45 1.95 7.7 60 6 MTHIA301906077-045A
3/4" 10 | 135 38.1| 100 | 16 CTHIU513516-100A M3 |M3.5~M16| 0.50 2.40 9.2 60 6 MTHIA302406092-050A
7/8" 9 152 | 452 | 100 | 16 CTHIU415216-090A M4 0.70 3.15 12.3 60 6 MTHIA303106123-070A
1" 8 17.0 | 50.8 | 100 | 20 CTHIU417020-080A M5 0.80 4.05 15.4 60 6 MTHIA304006154-080A
X 25.4 + Tpi (BB Inch) = Pitch (A 5IEE41 Metric) M6 | M8~M40 | 1.00 4.80 18.5 60 6 MTHIA304806185-100A
M8 1.25 6.50 24.6 60 8 MTHIA306508246-125A
CTHPT-A

SSHRIREERE ST 7]-9 MR A(NPTSE R E
#R#X60° )

30 »1e-30°

2]
Internal

-

e VU= LG o 8

g | FW | DE | S| BRSO mEETmEe

Thread Tpi Dia. 9| oAL. N Coated Order No.
Length Dia.

116" 27 5.3 9.4 60 6 CTHPT305306-270A

1/8" 27 7.5 9.4 60 8 CTHPT407508-270A

1/4" 18 9.4 14.1 75 10 CTHPT409410-180A

3/8" 18 11.9 14.1 100 12 CTHPT411912-180A
1/2", 3/4" 14 15.5 254 100 16 CTHPT515516-140A

X 25.4 + Tpi (HKFIEEALI Inch) = Pitch (AFIEELI Metric)



t] Bl & fF &+
CUTTING CONDITION TABLE




IRt 0- 2/ 37)(FER) tNRIRMR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE Tk Al =f ] RS A N i
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
IH:HSE S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EHIZERE Ve 68m/min 54m/min 45m/min 27m/min 20m/min 54m/min 79m/min
hg S F S F S F S F S F s F s F
Diameter (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
1mm 20,000 120 17,100 100 14,400 65 8,000 50 6,000 35 17,100 100 25,200 270
2mm 10,800 155 8,640 120 7,200 85 4,320 65 3,240 45 8,640 120 12,600 290
3mm 7,560 155 5,760 135 4,680 90 3,000 65 2,230 45 5,760 135 8,640 290
4mm 5,400 165 4,320 135 3,600 100 2,160 65 1,620 50 4,320 135 6,480 290
5mm 4,500 180 3,420 135 2,880 100 1,800 75 1,350 55 3,420 135 5,040 325
6mm 3,600 180 2,880 135 2,340 100 1,440 75 1,080 55 2,880 135 4,320 360
8mm 2,700 180 2,160 155 1,800 110 1,080 75 810 55 2,160 155 3,240 360
10mm 2,160 180 1,710 155 1,440 120 870 75 650 55 1,710 155 2,520 380
12mm 1,800 180 1,440 155 1,200 120 720 75 540 55 1,440 155 2,160 400
14mm 1,800 200 1,360 170 1,140 130 720 80 540 60 1,360 170 2,000 440
16mm 1,560 220 2,100 180 1,000 140 630 90 470 65 2,100 180 1,800 480
18mm 1,560 220 1,060 180 880 140 630 90 470 65 1,060 180 1,600 480
20mm 1,200 220 960 180 800 140 480 90 360 65 960 180 1,400 480
Ap=0.5D Ap=0.1D Ap=0.5D
e (D<3, Ap=0.25D) A€ 4 (0<3,Ap=005D) A1 |D<3 Aap=02sp) 1Ae L
Cutting Amount Ap Ap Ap
(mm) T T T
s
ESEF i J0- 3 / 47)(FERR) tIEIGRIGR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
MTHE fix R Al Al REH REH N i
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
IH:HSR S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
il HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
HIHIEE Ve 68m/min 54m/min 45m/min 27m/min 20m/min 54m/min 79m/min
shi S F ] F 8 F s F 8 F s F s F
Diameter (rpm)  [(mm/min)| (rpm) |[(mm/min)| (rpm) |[(mm/min)| (rpm) |[(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
3mm 7,560 490 5,760 345 4,680 165 3,020 200 2,300 150 5,760 345 8,640 900
4mm 5,400 490 4,320 345 3,600 165 2,160 200 1,620 150 4,320 345 6,480 1,080
5mm 4,500 490 3,420 345 2,880 165 1,800 200 1,350 150 3,420 345 5,040 1,080
6mm 3,600 490 2,880 345 2,340 165 1,440 200 1,080 150 2,880 345 4,320 1,080
8mm 2,700 490 2,160 345 1,800 175 1,080 200 810 150 2,160 345 3,240 1,080
10mm 2,160 505 1,710 360 1,440 175 860 210 650 155 1,710 360 2,520 1,170
12mm 1,800 505 1,440 360 1,200 175 720 210 540 155 1,440 360 2,160 1,260
14mm 1,800 560 1,360 400 1,140 190 720 230 540 170 1,360 400 2,000 1,400
16mm 1,560 600 1,200 420 1,000 200 620 240 470 180 1,200 420 1,800 1,500
18mm 1,400 600 1,060 420 880 200 560 240 420 180 1,060 420 1,600 1,500
20mm 1,200 600 960 420 800 200 480 240 360 180 960 420 1,490 1,400
Ap=1.5D Ae Ap=1.5D Ae Ap=1.5D Ae
IHIE Ae=0.1D 4 Ae=0.05D 4 Ae=0.1D 4
Cutting Amount Ap Ap Ap
(mm) T T T
ENTIBEREGNT - AR S ES) & ELLEE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

@WN =

4. D EgERERE  BENRNEARSINR - TWaABnE - BRLNRMR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

BMATEIAAE 5 ERMEELRZER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. EEMESHARAN - EAMRELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




tiAR S5~ S ER & 0V EL- 37)(SERX) tEIRAZR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
fI#£A0T Side Milling

MTHE fix = Al Al N F7N=F BESE
Material Carbon Alloy Alloy Stainless Titanium Ni-Based
Steels Steels Steels Steels Alloys Alloys
I#Hﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 - -
Material Code
il HRC<20 HRC20~30 HRC30~45 - HRC<30 HRC<30
Hardness
HIHIEE Ve 130m/min 120m/min 110m/min 70m/min 60m/min 20m/min
g S F S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
2mm 21,170 720 19,500 530 13,370 470 11,140 250 10,020 230 3,340 100
3mm 14,110 840 13,000 620 8,920 550 7,430 290 6,690 270 2,230 110
4mm 10,580 840 9,750 620 6,690 550 5,570 290 5,010 270 1,670 110
5mm 8,470 840 7,800 620 5,350 550 4,460 290 4,010 270 1,340 110
6mm 7,060 840 6,500 620 4,460 550 3,720 290 3,340 270 1,110 110
8mm 5,290 1,200 4,870 890 3,350 790 2,790 420 2,510 380 830 160
10mm 4,240 1,200 3,900 890 2,670 790 2,230 420 2,000 380 670 160
12mm 3,530 1,200 3,250 890 2,230 790 1,860 420 1,670 380 560 160
14mm 3,020 1,200 2,790 890 1,910 790 1,590 420 1,440 380 480 160
16mm 2,650 900 2,440 670 1,670 590 1,390 320 1,250 290 420 120
20mm 2,110 900 1,950 670 1,340 590 1,110 320 1,000 290 340 120
25mm 1,690 900 1,560 670 1,070 590 890 320 810 290 270 120
Ap=1D Ae Ap=1D Ae Ap=1D Ae Ap=0.5D Ae
IHIE Ae=0.4D A Ae=0.4D 4 |Ae=0.4D ‘L Ae=0.15D 4
Cutting Amount Ap Ap Ap Ap
(mm) A T T T

BEEINT Slot Milling

IMTHE e 5] axil Azl S EIN=FH BESE
Material Carbon Alloy Alloy Stainless Titanium Ni-Based
Steels Steels Steels Steels Alloys Alloys
I1.¢H5ﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 - -
Material Code
R HRC<20 HRC20~30 HRC30~45 - HRC<30 HRC<30
Hardness
HIHIERE Ve 110m/min 100m/min 80m/min 56m/min 50m/min 17.5m/min
g s F S F S F s F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
2mm 19,100 420 15,600 390 13,370 290 8,910 160 7,800 140 2,790 30
3mm 12,740 490 10,400 460 8,910 340 6,260 190 5,200 160 1,860 35
4mm 9,550 490 7,800 460 6,690 340 4,460 190 3,900 160 1,390 35
5mm 7,640 490 6,240 460 5,350 340 3,560 190 3,120 160 1,110 35
6mm 6,370 490 5,200 460 4,460 340 2,970 190 2,600 160 930 35
8mm 4,780 700 3,900 650 3,340 480 2,230 270 1,950 230 690 50
10mm 3,820 700 3,120 650 2,670 480 1,790 270 1,560 230 560 50
12mm 3,180 700 2,600 650 2,230 480 1,480 270 1,300 230 460 50
14mm 2,730 700 2,230 650 1,910 480 1,270 270 1,110 230 400 50
16mm 2,380 530 1,950 490 1,670 360 1,110 200 970 170 350 40
20mm 1,910 530 1,560 490 1,340 360 890 200 780 170 280 40
25mm 1,530 530 1,250 490 1,070 360 710 200 620 170 220 40
Ap=1D Ap=0.8D Ap=0.8D Ap=0.5D Ap=0.3D
—_— ? Aol | PR Ao b | PP e b (PR Jae b | (PP e
Cutting Amount Ap Ap Ap Ap Ap
(mm) T T T T T

1. EINTEBSAHNE - 55 TEES) & ELAEEE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D FEIBRESRE - BENKEDEREENRR > IaARRE - BERARK - SmgE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




AR S A SRR 0V B 47)(SERR) LRIRIFIR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

{I#£A0T Side Milling
MTHE fx = Al Al N Ha® BESE
Material Carbon Alloy Alloy Stainless Titanium Ni-Based
Steels Steels Steels Steels Alloys Alloys
IH:HSE S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 - -
Material Code
R HRC<20 HRC20~30 HRC30~45 - HRC<30 HRC<30
Hardness
HIHIEE Ve 130m/min 120m/min 110m/min 70m/min 60m/min 20m/min
g S F S F S F S H S F S [
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 14,110 820 13,000 880 11,140 630 7,430 390 6,690 360 2,230 150
4mm 10,580 820 9,750 880 8,360 630 5,570 390 5,010 360 1,670 150
5mm 8,470 820 7,800 880 6,690 630 4,460 390 4,010 360 1,340 150
6mm 7,060 820 6,500 880 5,570 630 3,720 390 3,340 360 1,110 150
8mm 5,290 1,370 4,870 1,260 4,180 900 2,790 560 2,510 510 830 210
10mm 4,240 1,370 3,900 1,260 3,340 900 2,230 560 2,000 510 670 210
12mm 3,530 1,370 3,250 1,260 2,790 900 1,860 560 1,670 510 560 210
16mm 2,650 1,030 2,440 950 2,090 680 1,390 420 1,250 380 420 160
20mm 2,110 1,030 1,950 950 1,670 680 1,110 420 1,000 380 340 160
25mm 1,690 1,030 1,560 950 1,340 680 890 420 810 380 270 160
Ap=1D Ae Ap=1D Ae Ap=1D Ae Ap=0.5D Ae
tIHIE Ae=0.4D . Ae=0.4D -1 |Ae=0.4D |1 | Ae=0.15D N
Cutting Amount Ap Ap Ap Ap
(mm) T T T T
E#EINT Slot Milling
ATHE N a2l a2l T80 HE® BEaS
Material Carbon Alloy Alloy Stainless Titanium Ni-Based
Steels SteelsL Steels Steels Alloys Alloys
I#.FHS’E S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 - -
Material Code
T HRC<20 HRC20~30 HRC30~45 - HRC<30 HRC<30
Hardness
LIHIERE Ve 110m/min 100m/min 80m/min 56m/min 60m/min 20m/min
g s F S F s F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 11,140 560 10,400 530 8,910 380 5,940 200 5,200 150 1,860 40
4mm 8,360 560 7,800 530 6,690 380 4,460 200 3,900 150 1,390 40
5mm 6,690 560 6,240 530 5,350 380 3,560 200 3,120 150 1,110 40
6mm 5,570 560 5,200 530 4,460 380 2,970 200 2,600 150 930 40
8mm 4,180 800 3,900 750 3,340 540 2,230 290 1,950 250 690 70
10mm 3,340 800 3,120 750 2,670 540 1,790 290 1,560 250 560 70
12mm 2,790 800 2,600 750 2,230 540 1,480 290 1,300 250 460 70
16mm 2,090 600 2,080 560 1,670 400 1,110 220 970 190 350 50
20mm 1,670 600 1,560 560 1,340 400 890 220 780 190 280 50
25mm 1,340 600 1,250 560 1,070 400 710 220 620 190 220 50
Ap=1D Ap=0.8D Ap=1D Ap=0.5D
o P Ao | PR g ae b [T dAe e | T e -
Cutting Amount Ap Ap Ap Ap
(mm) T T T T
EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

BWAESIAKR - BERELRZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
 EXMEE KN - FEARELIERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




SEEMIRBLEE T]- 2 / A7) (RERE) LRI

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE fix 3 Al Al SRS RS N ]
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
I#Hﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
s HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
HHIEERE Ve 80m/min 70m/min 60m/min 50m/min 35m/min 55m/min 80m/min
P 2k S F S F S F S F S F S F s F
R (rpm)  [(mm/min) | (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
0.5R 25,480 620 22,290 500 19,110 320 15,920 170 11,150 110 17,520 230 25,480 620
1.0R 12,740 620 11,150 500 9,550 320 7,960 170 5,570 110 8,760 230 12,740 750
2.0R 6,370 620 5,570 500 4,780 360 3,980 220 2,790 140 4,380 300 6,370 750
3.0R 4,250 690 3,720 540 3,190 380 2,650 240 1,860 150 2,920 310 4,250 840
4.0R 3,190 840 2,790 630 2,390 450 1,990 260 1,390 170 2,190 370 3,190 1,040
5.0R 2,550 770 2,230 600 1,910 420 1,590 270 1,120 170 1,750 340 2,550 960
6.0R 2,120 710 1,860 560 1,590 390 1,330 250 930 160 1,460 340 2,120 880
8.0R 1,590 670 1,390 520 1,190 380 1,000 220 700 150 1,100 300 1,590 840
10.0R 1,270 620 1,120 460 960 360 800 200 560 140 880 300 1,270 750
Ap=0.05D .
THIE Pf=0.1D iAp
Cutting Amount
(mm)

S HERE SR ]- 37)(SRHR) LIHIRIFR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE fix =5 axil axil S E S SRE S N ]
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
I1.¢ﬂsﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EIHIEEEE Ve 80m/min 70m/min 60m/min 50m/min 35m/min 55m/min 80m/min
- S F S F S F S F S F S F S F
R (rpm)  [(mm/min) | (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) [(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
0.5R 25,480 680 22,290 550 19,110 350 15,920 180 11,150 120 17,520 250 25,480 680
1.0R 12,740 680 11,150 550 9,550 350 7,960 180 5,570 120 8,760 250 12,740 830
2.0R 6,370 680 5,570 550 4,780 400 3,980 240 2,790 150 4,380 330 6,370 830
3.0R 4,250 760 3,720 590 3,190 420 2,650 260 1,860 170 2,920 340 4,250 920
4.0R 3,190 920 2,790 690 2,390 500 1,990 290 1,390 190 2,190 410 3,190 1,140
5.0R 2,550 850 2,230 660 1,910 460 1,590 300 1,120 190 1,750 370 2,550 1,060
6.0R 2,120 890 1,860 620 1,590 430 1,330 280 930 180 1,460 370 2,120 970
8.0R 1,590 740 1,390 570 1,190 420 1,000 240 700 170 1,100 330 1,590 920
10.0R 1,270 680 1,120 510 960 400 800 220 560 150 880 330 1,270 830
Ap=0.05D

HIE Pf=0.1D 1 Ap
Cutting Amount
(mm) Pt

1. EINTEBSAHNE - 55 TEES) & ELAEEE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D FEIBRESRE - BENKEDEREENRR > IaARRE - BERARK - SmgE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




ISHMEIR 85 7]- 27) (SRIR) LIRIRIFR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

fix s Al E=f] RS A ES S N i
IIHE
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
IH:HSE S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
RS HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EHIZERE Ve 95m/min 75m/min 63m/min 38m/min 28m/min 75m/min 110m/min
BLxEd S F S F S F S F S F s F s F
Diameter (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
1mm 22,400 140 19,150 110 16,130 70 8,960 60 6,720 40 19,150 110 28,220 300
2mm 12,100 180 9,680 140 8,060 100 4,840 70 3,630 50 9,680 140 14,110 330
3mm 8,460 180 6,450 150 5,240 100 3,360 70 2,500 50 6,450 150 9,680 330
4mm 6,050 180 4,840 150 4,030 110 2,420 70 1,820 60 4,840 150 7,260 330
5mm 5,040 200 3,830 150 3,220 110 2,020 80 1,510 60 3,830 150 5,650 360
6mm 4,030 200 3,220 150 2,620 110 1,620 80 1,210 60 3,220 150 4,840 400
8mm 3,020 200 2,420 180 2,020 120 1,210 80 900 60 2,420 180 3,630 400
10mm 2,420 200 1,910 180 1,620 140 980 80 730 60 1,910 180 2,820 420
12mm 2,020 200 1,620 180 1,340 140 810 80 610 60 1,620 180 2,420 450
14mm 2,020 220 1,520 190 1,280 140 810 90 610 60 1,520 190 2,240 500
16mm 1,740 250 1,340 200 1,120 160 700 100 530 70 1,340 200 2,020 540
18mm 1,740 250 1,180 200 980 160 700 100 530 70 1,180 200 1,790 540
20mm 1,340 250 1,070 200 900 160 540 100 400 70 1,070 200 1,570 540
Ap=0.5D Ap=0.1D Ap=0.5D
UMIE  |(D<3,Ap=025D) 1AL (D<3, Ap=005D)  1A® I | |(D<3 Ap=025D) A€ E L
Cutting Amount Ap Ap Ap
(mm) T T T
= =] 1 N
ISHIE 285 7]- 47)(FERR) / RAREL- 47)($ERR) tEIRFR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
ITHE fix =5 Al Al SEE S SEE S N fia
Vet Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
Iﬂ:ﬂsﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SuUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EIHIZEEE Ve 94m/min 75m/min 63m/min 37m/min 28m/min 75m/min 110m/min
hR S F S F S F S F S F S F S F
Diameter (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
3mm 5,040 550 6,450 380 5,240 180 3,380 220 2,580 170 6,450 380 9,680 1,010
4mm 6,050 550 4,840 380 4,030 180 2,420 220 1,820 170 4,840 380 7,260 1,210
5mm 5,040 550 3,830 380 3,220 180 2,020 220 1,510 170 3,830 380 5,650 1,210
6mm 4,030 550 3,220 380 2,620 180 1,620 220 1,210 170 3,220 380 4,840 1,210
8mm 3,020 550 2,420 380 2,020 200 1,210 220 900 170 2,420 380 3,630 1,210
10mm 2,420 570 1,910 400 1,620 200 960 230 730 180 1,910 400 2,820 1,310
12mm 2,020 570 1,920 400 1,340 200 810 230 610 180 1,620 400 2,420 1,410
14mm 2,020 620 1,520 450 1,280 220 810 260 610 190 1,520 450 2,240 1,570
16mm 1,740 670 1,340 470 1,120 220 700 270 530 200 1,340 470 2,020 1,680
18mm 1,570 670 1,180 470 980 220 620 270 470 200 1,180 470 1,790 1,680
20mm 1,340 670 1,070 470 900 220 540 270 400 200 1,070 470 1,570 1,790
Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
EIE Ap=0.1D 4 Ae=0.05D " 4 Ae=0.1D N
Cutting Amount Ap Ap Ap
(mm) T T T
EBINTEBERENT  FHRREHEES) &ELLEE(F) (10~40%) o When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

A TEIAAE 5 SRMEELRER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. EEMESH AR - EAMRELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




ISHFEET)- BERAER- 3T(SER) LIHIRMGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

Al A REH
ﬂﬂiﬂf Alloy Hardened Hardened
Steels Steels Steels
Iﬁﬂﬁ SCM,SKT,SKD SKT,SKD SKT,SKD
Material Code
H il HRC30~45 HRC45~55 HRC55~63
ardness
HHIEERE Ve 27m/min 18m/min 16m/min
shig s F s F s F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 2,880 75 1,890 75 1,710 70
4mm 2,160 80 1,440 80 1,300 75
5mm 1,710 80 1,170 80 1,040 70
6mm 1,440 155 990 110 860 90
8mm 1,080 155 720 110 650 90
10mm 860 155 580 90 520 75
12mm 720 155 480 80 430 65
14mm 600 130 450 75 410 60
16mm 540 120 360 75 320 55
18mm 480 100 350 60 310 50
20mm 430 95 290 65 270 45
Ap=0.1D
LM “lAel- |
Cutting Amount Ap
(mm) T
M
ISt T]- 670 (SEIR) tDRIRETR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
axil SEE S S E S
ﬁi:?if Alloy Hardened Hardened
Steels Steels Steels
Iﬁ*il‘:ﬁ SCM,SKT,SKD SKT,SKD SKT,SKD
Material Code
R HRC30~45 HRC45~55 HRC55~63
Hardness
EIHIERE Ve 27m/min 18m/min 16m/min
L s F s F s F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 2,880 75 1,890 75 1,710 70
4mm 2,160 80 1,440 80 1,300 75
5mm 1,710 80 1,170 80 1,040 70
6mm 1,440 155 990 110 860 90
8mm 1,080 155 720 110 650 90
10mm 860 155 580 90 520 75
12mm 720 155 480 80 430 65
14mm 600 130 450 75 410 60
16mm 540 120 360 75 320 55
18mm 480 100 350 60 310 50
20mm 430 95 290 65 270 45
Ap=0.1D
I Aol
Cutting Amount Ap
(mm) T

ENTIBERGN - AR EHEES) & ELLEE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

1.

2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D FEIBRESRE - BENKEDEREENRR > IaARRE - BERARK - SmgE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




RS )- (K REIRAE- 2/ 37)(8 7)) thRIREER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
{I#£A0T Side Milling

b= b=t
?\Elgigif Aluminum Copper
Alloys Alloys
THHER
Material Code Al 5052 /6061 /7075 C1100
fiidis — -
Hardness
g S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3mm 18,000 810 7,200 290
4mm 13,500 950 5,400 320
5mm 10,800 990 4,320 340
6mm 9,000 1,080 3,600 360
8mm 7,200 1,170 2,700 410
10mm 5,760 1,260 2,030 430
12mm 4,680 1,350 1,710 460
16mm 3,510 1,350 1,260 460
Ap=1.5D Ae
I Ae=0.1D L
Cutting Amount Ap
(mm) T

53R FARRELEE T]- 270(B 7)) HIHEIRFTR

SOLID CARBIDE BALL NOSED END MILLS- CUTTING CONDITION TABLE

iy b=t
?\Elgigif Aluminum Copper
Alloys Alloys
THER —
Material Code Al 5052 /6061 /7075
IHIERE Ve 100~200m/min 70~110m/min
B s F s F
R (rpm) (mm/min) (rpm) (mm/min)
1.0R 21,420 1,485 17,190 630
2.0R 10,800 1,485 8,550 810
3.0R 7,200 1,485 5,760 810
4.0R 5,400 1,485 4,320 810
5.0R 7,320 1,485 3,420 810
6.0R 3,780 1,485 2,880 810
8.0R 2,980 1,170 1,790 500
Ap=0.02D
tIHIE Pf=0.05D IAp
Cutting Amount
(mm)

EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
EHASEIAKET - BARRELZEEF) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).

. BEXMEE AN - FEAMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. Y FIBRERE - BEENKEDERESNRR  IWARRE  BERAIRK - S -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

WN =




5 ER ATt - ROREL- 370(8 7)) thERMAZR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

=
HDIM.E Aluminum
Material
Alloys
THRR
Material Code Al 5052 /6061 /7075
ENHIERE Ve 200m/min 250m/min
PN 5 F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
6mm 10,600 2,000 13,200 2,300
8mm 8,000 1,500 10,000 2,000
10mm 6,400 1,200 8,000 1,900
12mm 5,300 1,000 6,600 1,600
16mm 4,000 750 5,000 1,200
20mm 3,200 600 4,000 960
Ap=1D Ap=0.5D
IR “lAel- | JAel |
Cutting Amount Ap Ap
(mm) T T
NuclN ! W
ST T)- BIRBY- 2/ 3/ A7)($ERR) tIREGHR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
Ha® HEE f7N=F F7y=F
?\Elgigif Titanium Titanium Titanium Titanium
Alloys Alloys Alloys Alloys
THER - ) ) )
e Gt TiAI6VA4(DIN) TiAI5Sn2(DIN) TiAI6V4(DIN) TiAI5Sn2(DIN)
H R HRC>30 HRC=30 HRC>30 HRC=30
ardness
EIHIEEEE Ve 40m/min 60m/min 40m/min 60m/min
XY S B S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
6mm 2,120 100 3,180 150 2,120 80 3,180 125
8mm 1,590 125 2,390 180 1,590 90 2,390 140
10mm 1,270 140 1,910 205 1,270 105 1,910 160
12mm 1,060 155 1,590 230 1,060 120 1,590 180
16mm 790 145 1,190 210 790 110 1,190 160
20mm 630 150 950 220 630 115 950 170
Ap=0.5D B B Ap=0.6D Ae Ap=1D Ap=1.2D Ae
tHIE (2/3F) | Ae | 4 Ae=0.1D 4 (2/3F) | Ae |- 4 Ae=0.1D 4
Cutting Amount Ap (4F) Ap Ap (4F) Ap
(mm) T T T T
fidaE X RIEERF Ak _EROIERHR R (BH)30%U L ©
Remarks Side Milling could increase than 30% from Slotting one.

ENTIBERGN - AR EHEES) & ELLEE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

1.
2. BRAEEIARKE -
3. EEWEHIKR -

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

FE PR ELR R E(F) (10~40%)  When the machine is vibrating, please decrease the feed rate(F) (10~40%).
SRR AR R (F) (10~40%) o When the spindle load is high, please decrease the feed rate(F) (10~40%).




ST HET]- :mABY- 27)(SERE) HIHIIRGSR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

T34 e E o E
?\ﬁigf Stainless Titanium Titanium Aluminum
Steels Alloys Alloys Alloys
I1.¢*45E SUS304 TiAI5Sn2(DIN) TiAI6V4(DIN) Al 5052 /6061 /7075
Material Code
H il - HRC=30 HRC>30 -
ardness
LIHIEE Ve 54m/min 60m/min 40m/min 120m/min
PN S F S F S} F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
2mm 8,600 515 9,550 375 6,370 240 19,110 150
3mm 5,760 345 6,370 250 4,250 160 12,740 190
4mm 4,320 345 4,780 190 3,180 120 9,550 140
5mm 3,420 345 3,820 150 2,550 95 7,640 190
6mm 2,880 345 3,180 125 2,120 80 6,370 160
8mm 2,160 345 2,390 140 1,590 90 4,780 170
10mm 1,710 360 1,910 160 1,270 105 3,820 190
12mm 1,440 360 1,590 180 1,060 120 3,180 160
16mm 1,200 420 1,190 160 790 110 2,390 190
Ap=0.5D Ap=0.5D Ap=1D Ap=1D
e (D<3, Ap=0.25D) Al 4 Ael | dAel- | |p<3,Ap=05D) A L
Cutting Amount Ap Ap Ap Ap
(mm) T T T T
1 N
IRHHFHE - s HBL- A7) (RERR) tIEIRMHR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
A58 #a #as EE
?&igﬁ Stainless Titanium Titanium Aluminum
Steels Alloys Alloys Alloys
LIRS SUS304 TiAI5Sn2(DIN) TiAIBVA(DIN) Al 5052 /6061 / 7075
Material Code
R - HRC=30 HRC>30 -
Hardness
EIHIZEEE Ve 54m/min 60m/min 40m/min 120m/min
shiE s F s F s F s F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
2mm 8,600 515 9,550 450 6,370 300 19,110 180
3mm 5,760 345 6,370 300 4,250 200 12,740 230
4mm 4,320 345 4,780 225 3,180 150 9,550 170
5mm 3,420 345 3,820 180 2,550 120 7,640 230
6mm 2,880 345 3,180 150 2,120 100 6,370 190
8mm 2,160 345 2,390 180 1,590 125 4,780 200
10mm 1,710 360 1,910 205 1,270 140 3,820 230
12mm 1,440 360 1,590 230 1,060 155 3,180 190
16mm 1,200 420 1,190 210 790 145 2,390 230
Ap=0.6D Ae Ap=0.6D Ae Ap=0.6D Ae Ap=0.6D Ae
IHIE Ae= 0.1D ‘ A Ae=0.1D 4 Ae= 0.1D 4 Ae= 0.1D 4
Cutting Amount Ap Ap Ap Ap
(mm) T T T T

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
A TEIAAE 5 SRMEELRER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. EEMESH AR - EAMRELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




T T)- SEMAOE- 27)($EIR) tIEIRMFTR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

N HEE f7y=F Ha®
?\Eligif Stainless Titanium Titanium Aluminum
Steels Alloys Alloys Alloys
I#Hﬁ SUS304 TiAI5Sn2(DIN) TiAI6V4(DIN) Al 5052 /6061 /7075
Material Code
R — HRC=30 HRC>30 -
Hardness
HIHIEERE Ve 54m/min 60m/min 40m/min 120m/min
ohg S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
2mm 10,320 620 11,460 450 7,640 290 22,930 180
3mm 6,910 410 7,640 300 5,100 190 15,290 230
4mm 5,180 410 5,740 230 3,820 140 11,460 170
5mm 4,100 410 4,580 180 3,060 110 9,170 230
6mm 3,460 410 3,820 150 2,540 100 7,640 190
8mm 2,590 410 2,870 170 1,910 110 5,740 200
10mm 2,050 430 2,290 190 1,520 130 4,580 230
12mm 1,730 430 1,910 220 1,270 140 3,820 190
16mm 1,440 500 1,430 190 950 130 2,870 230
Ap=0.5D _ |Ap=1D N _ Ap=0.5D Ap=1D
LIS (D=3, Ap=025D) 1Ae 4 | Ae |- | Aet | |p=3 ap=0sD) 1Al L
Cutting Amount Ap Ap Ap Ap
(mm) T T T T
— 1 N
i inJ)- SEENE- 47)($EIR) tEIF4GR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
EN HEE f7N=F a%
?\Elgigif Stainless Titanium Titanium Aluminum
Steels Alloys Alloys Alloys
LIRS SUS304 TiAI5Sn2(DIN) TiAIBV4(DIN) Al 5052 /6061 / 7075
Material Code
R - HRC=30 HRC>30 -
Hardness
EIHIEEEE Ve 54 m/min 60m/min 40m/min 120m/min
XY S B S F S . S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) a(o/oin) (rpm) (mm/min)
2mm 10,320 620 11,460 540 7,640 360 22,930 220
3mm 6,910 410 7,640 360 5,100 240 15,290 280
4mm 5,180 410 5,740 270 3,820 180 11,460 200
5mm 4,100 410 4,580 220 3,060 140 9,170 280
6mm 3,460 410 3,820 180 2,540 120 7,640 230
8mm 2,590 410 2,870 220 1,910 150 5,740 240
10mm 2,050 430 2,290 250 1,520 170 4,580 280
12mm 1,730 430 1,910 280 1,270 190 3,820 230
16mm 1,440 500 1,430 250 950 170 2,870 280
Ap=0.6D Ae Ap=0.6D Ae Ap=0.6D Ae Ap=0.6D Ae
IHIE Ae=0.1D 4 Ae=0.1D 4 Ae=0.1D 4 Ae=0.1D 4
Cutting Amount Ap Ap Ap Ap
(mm) T T T T

1. EINTEBSAHNE - 55 TEES) & ELAEEE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D FEIBRESRE - BENKEDEREENRR > IaARRE - BERARK - SmgE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




ISt T)- AEFAE- 2/ 47)(3EE) tIHIREGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

7B
END MILLS CESG2-A CESG4-A CEBG2-A
EIHIEEEE Ve 225m/min 250m/min 250m/min
XY S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 23,000 800 25,000 960 25,000 1,000
4mm 17,000 700 19,000 820 19,000 850
5mm 14,000 650 15,500 750 15,500 800
6mm 11,500 600 12,600 700 12,600 750
8mm 8,500 400 9,300 600 9,300 640
10mm 6,900 450 7,600 550 7,600 600
12mm 5,700 400 6,300 340 6,300 580
Ae __
e QAL o~ Ao
Cutting Amount Ap Ap
(mm) T T
= N
58 3 A5 70- 27)($E0R) tIERG 2R
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
a% f=fr
?\Elgigif Aluminum Copper
Alloys Alloys
LIHIERE Ve 150m/min 150m/min 80m/min 80m/min
shi S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
0.5mm 15,920 480 15,920 400 12,740 300 12,740 250
1.0mm 15,920 480 15,920 400 12,740 300 12,740 250
1.5mm 15,920 560 15,920 480 12,740 300 12,740 250
2.0mm 15,920 560 15,920 480 12,740 300 12,740 250
2.5mm 15,920 640 15,920 560 10,190 300 10,190 250
3.0mm 15,920 640 15,920 560 8,490 300 8,490 250
4.0mm 11,940 770 11,940 600 6,370 350 6,370 300
5.0mm 9,550 770 9,550 600 5,100 350 5,100 300
6.0mm 7,960 1,100 7,960 750 4,250 500 4,250 380
8.0mm 5,970 1,270 5,970 900 3,190 580 3,190 450
10.0mm 4,780 1,490 4,780 1,100 2,550 680 2,550 550
12.0mm 3,980 1,870 3,980 1,350 2,120 2,120 680
Ap=1D Ae Ap=0.5D . Ap=1D Ae Ap=0.5D
I Ae=0.25D € Ae L |Ae=025D € S Aol
Cutting Amount Ap Ap Ap Ap
(mm) a T T T
ﬁﬂﬂIE’a‘?&ﬂﬂr’! » SESTRRR IR (S) & LR ERE(F) (10~40%) » When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

m!\’.—‘

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:--

AR - B ERE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. EEMESH AR - EAMRELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

etc. They may have to be adapted.




iSRRIk 7)- R7IBL- 27)($EHR) tNEIRMER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

b= =
?\Eligif Aluminum Copper
Alloys Alloys
EIHIEEEE Ve 150m/min 150m/min 80m/min 80m/min
XY S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
0.5mm 15,920 430 15,920 360 12,740 270 12,740 230
1.0mm 15,920 430 15,920 360 12,740 270 12,740 230
1.5mm 15,920 500 15,920 430 12,740 270 12,740 230
2.0mm 15,920 500 15,920 430 12,740 270 12,740 230
2.5mm 15,920 580 15,920 500 10,190 270 10,190 230
3.0mm 15,920 580 15,920 500 8,490 270 8,490 230
4.0mm 11,940 690 11,940 540 6,370 320 6,370 270
5.0mm 9,550 690 9,550 540 5,100 320 5,100 270
6.0mm 7,960 990 7,960 680 4,250 450 4,250 340
8.0mm 5,970 1,140 5,970 810 3,190 520 3,190 410
10.0mm 4,780 1,340 4,780 990 2,550 610 2,550 500
12.0mm 3,980 1,680 3,980 1,220 2,120 770 2,120 610
Ap=1.5D Ae Ap=0.5D Ap=1.5D Ae Ap=0.5D
I Ae=0.1D € Al L ae=01D £ dAel
Cutting Amount Ap Ap Ap Ap
(mm) T T T T
=1 1 N
558 5 £ PR3k B % J0- 270 (BB RR) tIEURF=R
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
b= HEE
?\Elgigif Aluminum Copper
Alloys Alloys
LIHIERE Ve 150m/min 80m/min
Hi S F S F
R (rpm) (mm/min) (rpm) (mm/min)
0.50R 15,920 550 12,740 300
0.75R 15,920 550 12,740 300
1.00R 15,920 550 12,740 300
1.25R 15,920 610 10,190 330
1.50R 15,920 610 8,490 330
2.00R 11,940 760 6,370 410
2.50R 9,550 760 5,100 410
3.00R 7,960 880 4,250 440
4.00R 5,970 1,000 3,190 500
5.00R 4,780 1,180 2,550 580
6.00R 3,980 1,500 2,120 750
Ap=0.2D o Ap=0.2D
e Pf=0.5D LAp Pf=0.5D IAp
Cutting Amount
(mm)

1. EINTEBSAHNE - 55 TEES) & ELAEEE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D FEIBRESRE - BENKEDEREENRR > IaARRE - BERARK - SmgE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




ISR Ea FAER S 7] - REREL- 27)(SEHR) tDHIRIEGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

ma® =
?\Elizrif Aluminum Copper
Alloys Alloys
EIHIZEE Ve 150m/min 80m/min
- S F S F
R (rpm) (mm/min) (rpm) (mm/min)
0.50R 15,920 500 12,740 270
0.75R 15,920 500 12,740 270
1.00R 15,920 500 12,740 270
1.25R 15,920 550 10,190 300
1.50R 15,920 550 8,490 300
2.00R 11,940 680 6,370 370
2.50R 9,550 680 5,100 370
3.00R 7,960 790 4,250 400
4.00R 5,970 900 3,190 450
5.00R 4,780 1,060 2,550 520
6.00R 3,980 1,350 2,120 680
Ap=0.2D Ap=0.2D
T Pf=0.5D IAp Pf=0.5D IAp
Cutting Amount
(mm)
N
4B S5 &% 70- 270 (BRAR) LEIIRAGR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
ITHE fix =5 Al Al SEE S SEE S N fia
Vet Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
Iﬂ:ﬂsﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SuUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EIHIZEEE Ve 136m/min 107m/min 90m/min 55m/min 41m/min 107m/min 158m/min
hR S F S F S F S F S F S F S F
Diameter (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
1mm 40,000 180 34,200 150 28,800 97 16,000 75 12,000 52 34,200 150 50,400 405
2mm 21,600 232 17,280 180 14,400 127 8,640 97 6,480 67 17,280 180 25,200 435
3mm 15,120 232 11,520 202 9,360 135 6,000 97 4,460 67 11,520 202 17,280 435
4mm 10,800 247 8,640 202 7,200 150 4,320 97 3,240 75 8,640 202 12,960 435
5mm 9,000 270 6,840 202 5,760 150 3,600 112 2,700 82 6,840 202 10,080 487
6mm 7,200 270 5,760 202 4,680 150 2,880 112 2,160 82 5,760 202 8,640 540
8mm 5,400 270 4,320 232 3,600 165 2,160 112 1,620 82 4,320 232 6,480 540
10mm 4,320 270 3,420 232 2,880 180 1,740 112 1,300 82 3,420 232 5,040 570
12mm 3,600 270 2,880 232 2,400 180 1,440 112 1,080 82 2,880 232 4,320 600
14mm 3,600 300 2,720 255 2,280 195 1,440 120 1,080 90 2,720 255 4,000 660
16mm 3,120 330 2,400 270 2,000 210 1,260 135 940 97 2,400 270 3,600 720
18mm 3,120 330 2,120 270 1,760 210 1,260 135 940 97 2,120 270 3,200 720
20mm 2,400 330 1,920 270 1,600 210 960 135 720 97 1,920 270 2,800 720
Ap=0.3D Ap=0.06D Ap=0.3D
LIMIE  |(D<3, Ap=0.15D) Aol | (D<3, Ap=0.030) 1Ae L (D<3, Ap=0.150) — Ae |
Cutting Amount Ap Ap Ap
(mm) T + i
EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

BWAESIAKR - BERELRZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
 EXMEE KN - FEARELIERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




AR S5 T 8% 7]- X2 70BL- 270 (SERR) tDEIFRAZR
R ARSI 85 7] FEDRWEL- 27) (SEIR) HIRIRGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

T E Al Axil R R R
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
I1.¢*EH‘E SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
il HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
Hardness
HHIEERE Ve 94m/min 79m/min 55m/min 39m/min 94m/min
Pl S F S} F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
1mm 22,650 410 20,200 320 15,130 220 10,060 100 23,920 430
2mm 12,280 420 10,690 320 7,840 220 5,300 100 12,590 440
3mm 8,390 460 6,730 320 5,030 220 3,800 110 8,390 480
4mm 6,940 450 5,660 320 4,080 220 2,980 110 6,940 450
6mm 5,030 420 4,200 420 2,930 200 2,100 100 5030 420
8mm 3,800 420 3,170 300 2,220 200 1,580 100 3,800 420
10mm 3,010 420 2,540 300 1,780 200 1,260 100 3,010 420
12mm 2,540 420 2,100 300 1,470 200 1,070 100 2,540 420
D=3, Ap=0.15D l_
LIS D>3, Ap=0.2D 4 Ael- |
Cutting Amount |D=6, Ap=0.1D Ap
(mm) D>6, Ap=0.15D T
My
R ABSS 2% 70- 3 / 470 (8B RE) tIEIRMFR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
MTHE fix =5 axil axil S E S SRE S N ]
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
I1.¢ﬂsﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
H R HRC<20 HRC20~30 HRC 30~45 HRC45~55 HRC55~63 - HRC<30
ardness
EIHIEEEE Ve 136m/min 107m/min 90m/min 54m/min 41m/min 107m/min 158m/min
hR S F S F S F S F S F S F S F
Diameter (rpm)  [(mm/min) | (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) [(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
3mm 15,120 735 11,520 517 9,360 247 6,040 300 4,600 225 11,520 517 17,280 1,350
4mm 10,800 735 8,640 517 7,200 247 4,320 300 3,240 225 8,640 517 12,960 | 1,620
5mm 9,000 735 6,840 517 5,760 247 3,600 300 2,700 225 6,840 517 10,080 | 1,620
6mm 7,200 735 5,760 517 4,680 247 2,880 300 2,160 225 5,760 517 8,640 1,620
8mm 5,400 735 4,320 517 3,600 262 2,160 300 1,620 225 4,320 517 6,480 1,620
10mm 4,320 757 3,420 540 2,880 262 1,720 315 1,300 232 3,420 540 5,040 1,755
12mm 3,600 757 2,880 540 2,400 262 1,440 315 1,080 232 2,880 540 4,320 1,890
14mm 3,600 840 2,720 600 2,280 285 1,440 345 1,080 255 2,720 600 4,000 2,100
16mm 3,120 900 2,400 630 2,000 300 1,240 360 940 270 2,400 630 3,600 2,250
18mm 3,120 900 2,120 630 1,760 300 1,120 360 940 270 2,120 630 3,200 2,250
20mm 2,400 900 1,920 630 1,600 300 960 360 720 270 1,920 630 2,800 2,400
Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
tIHIE Ae=0.06D " £ Ae=0.03D L Ae=0.06D 11
Cutting Amount Ap Ap Ap
(mm) T T T
1. BINTEERHNE - 5AMEEEEES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




AR S5 T 8% 70 X2 70BL- 470 (SERR) tDEHRAZR
R AR S ST 85 7] FE7DRWEL- 47 (GEIR) HIHIRGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE =fa] =f] SRS RS wHE
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
IH:HSE SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
RS HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
Hardness
EHIZERE Ve 110m/min 110m/min 95m/min 79m/min 126m/min
PN S F S F S] F S| F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 11,800 1,260 11,800 1,150 10,060 830 8,390 500 13,460 1,550
4mm 8,790 1,190 8,790 1,070 7,570 780 6,300 460 10,060 1,470
5mm 7,050 1,150 7,050 990 6,060 730 5,030 420 8,080 1,310
6mm 5,900 1,070 5,900 910 5,030 660 4,200 400 6,730 1,230
8mm 4,400 990 4,400 830 3,800 610 3,170 400 5,030 1,150
10mm 3,530 990 3,530 830 3,010 610 2,540 400 4,040 1,150
12mm 2,930 990 2,930 830 2,540 610 2,100 400 3,370 1,150
D<6, Ap=1D, Ae=0.02D Ae
IHIE D=6, Ap=1D, Ae=0.05D 4
Cutting Amount Ap
(mm) T
1 s
1l 40 25 E 3k B 85 70 - 270 (SEAR) PDEIIRIGR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
ITHE fix =5 Al Al SEE S SEE S N fia
Vet Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
IFHSI;)E S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SuUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EIHIZEEE Ve 100m/min 90m/min 75m/min 60m/min 45m/min 70m/min 100m/min
- 5 F S F S F S F S F S F S F
R (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
0.5R 31,850 770 28,660 620 23,890 400 19,110 210 14,330 140 22,290 290 31,850 770
1.0R 15,920 770 14,330 620 11,940 400 9,550 210 7,170 140 11,150 290 15,920 940
2.0R 7,960 770 7,170 630 5,970 450 4,780 270 3,580 180 5,570 370 7,960 940
3.0R 5,310 860 4,780 670 3,980 470 3,190 300 2,390 190 3,720 390 5,310 1,050
4.0R 3,980 1,050 3,580 790 2,990 560 2,390 330 1,790 210 2,790 460 3,980 1,300
5.0R 3,190 860 2,870 750 2,390 530 1,910 340 1,430 210 2,230 430 3,190 1,200
6.0R 2,650 890 2,390 700 1,990 490 1,590 310 1,190 200 1,860 430 2,650 1,100
8.0R 1,990 840 1,790 650 1,490 480 1,190 270 900 190 1,390 380 1,990 1,050
10.0R 1,590 770 1,430 570 1,190 450 960 250 720 170 1,120 370 1,590 940
Ap=0.05D
tHIE Pf=0.1D IAp
Cutting Amount
(mm)
EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

BWAESIAKR - BERELRZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
 EXMEE KN - FEARELIERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




AR SSSHER B8t 7)- 28 T)RMEL- 270 (SBAR) LNHIRATR
ARSIk B R 7)- 2R 70EL- 27)($EAR) tIRIIRMFER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE fix 3 Al Al SRS RS N ]
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
I#Hﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
s HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
HHIEERE Ve 100m/min 90m/min 75m/min 60m/min 45m/min 70m/min 100m/min
P 2k S F s F S F S F S F S F s F
R (rpm)  [(mm/min) | (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
0.5R 31,850 850 28,660 680 23,890 440 19,110 230 14,330 150 22,290 320 31,850 850
1.0R 15,920 850 14,330 680 11,940 440 9,550 230 7,170 150 11,150 320 15,920 | 1,030
2.0R 7,960 850 7,170 690 5,970 500 4,780 300 3,580 200 5,570 410 7,960 1,030
3.0R 5,310 950 4,780 740 3,980 520 3,190 330 2,390 210 3,720 430 5,310 1,160
4.0R 3,980 1,160 3,580 870 2,990 620 2,390 360 1,790 230 2,790 510 3,980 1,430
5.0R 3,190 950 2,870 830 2,390 580 1,910 370 1,430 230 2,230 470 3,190 1,320
6.0R 2,650 980 2,390 770 1,990 540 1,590 340 1,190 220 1,860 470 2,650 1,210
8.0R 1,990 920 1,790 720 1,490 530 1,190 300 900 210 1,390 420 1,990 1,160
10.0R 1,590 850 1,430 630 1,190 500 960 280 720 190 1,120 410 1,590 1,030
Ap=0.05D
EIE Pf=0.1D IAp
Cutting Amount
(mm)
=] E3 = 1 Wiz
1o ABEs MBS 8% /]- B7)E- 47)(FEIR) IEIRGR
= =] = ] N
AR5 MBI S 8% 7]- :B7DRNEL- 47)(3ER) tDERAG =R
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
MTHE Al aEl S E S B s
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
11%*4% SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
R HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
Hardness
EIHIEEEE Ve 128m/min 108m/min 65m/min 48m/min 189m/min
XY S B S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 13,820 620 11,230 300 7,250 360 5,520 270 20,740 1,620
4mm 10,370 620 8,640 300 5,180 360 3,890 270 15,550 1,940
5mm 8,210 620 6,910 300 4,320 360 3,240 270 12,100 1,940
6mm 6,910 620 5,620 300 3,460 360 2,590 270 10,370 1,940
8mm 5,180 620 4,320 310 2,590 360 1,940 270 7,780 1,940
10mm 4,100 650 3,460 310 2,060 380 1,560 280 6,050 2,100
12mm 3,460 650 2,880 310 1,730 380 1,300 280 5,180 2,270
14mm 3,260 720 2,740 340 1,730 410 1,300 310 4,800 2,520
16mm 2,880 760 2,400 360 1,490 430 1,130 320 4,320 2,700
18mm 2,540 760 2,110 360 1,340 430 1,130 320 3,840 2,700
20mm 2,300 760 1,920 360 1,150 430 860 320 3,360 2,880
Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
tIHIE Ae=0.06D L Ae=0.03D L Ae=0.06D 41
Cutting Amount Ap Ap Ap
(mm) T T T

1.
2.
3.

EHEBBAAL
EEMEHAAR

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

EINTEBSRES » AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
FE PR ELR R E(F) (10~40%)  When the machine is vibrating, please decrease the feed rate(F) (10~40%).
SRR AR R (F) (10~40%) o When the spindle load is high, please decrease the feed rate(F) (10~40%).




ARSI 2% 70- SRR / 47)(FER) tDHIRIER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

fix s Al E=f] RS A ES S N i
IIHE
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
IH:HSE S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EHIZERE Ve 94m/min 75m/min 63m/min 37m/min 28m/min 75m/min 110m/min
BLxEd S F S F S F S F S F s F s F
Diameter (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
3mm 10,500 675 8,000 475 6,500 225 4,200 250 3,150 200 8,000 475 12,000 | 1,250
4mm 7,500 675 6,000 475 5,000 225 3,000 275 2,250 200 6,000 475 9,000 1,500
5mm 6,250 675 4,000 475 4,000 225 2,500 275 1,875 200 4,750 475 7,000 1,500
6mm 5,000 675 3,250 475 3,250 225 2,000 275 1,500 200 4,000 475 6,000 1,500
8mm 3,750 675 3,000 475 2,500 238 1,500 275 1,125 200 3,000 475 4,500 1,500
10mm 3,000 700 2,375 500 2,000 238 1,200 275 900 213 2,375 500 3,500 1,625
12mm 2,500 700 2,000 500 1,650 238 1,000 275 750 213 2,000 500 3,000 1,750
14mm 2,250 700 1,700 500 1,425 238 900 275 675 213 1,700 500 2,500 1,750
16mm 1,950 750 1,500 525 1,250 250 800 300 575 225 1,500 525 2,250 1,875
18mm 1,750 750 1,325 525 1,100 250 700 300 525 225 1,325 525 2,000 1,875
20mm 1,500 750 1,200 525 1,000 250 600 300 450 225 1,200 525 1,750 | 2,000
Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
IEIE Ap=0.1D 4 Ae=0.05D 4 Ae=0.1D 4
Cutting Amount Ap Ap Ap
(mm) T T T
=1 E3 Y
140 25 H B S 85 70- 270 (FEAR) PIERGZR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
ITHE fix =5 Al Al SEE S SEE S N fia
Vet Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
Iﬂ:ﬂsﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SuUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EIHIZEEE Ve 95m/min 75m/min 63m/min 38m/min 28m/min 75m/min 110m/min
hR S F S F S F S F S F S F S F
Diameter (rpm)  [(mm/min)| (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
1mm 28,000 170 23,940 140 20,160 90 11,200 70 8,400 50 23,940 140 35,280 380
2mm 15,120 220 12,100 170 10,080 120 6,050 90 4,540 60 12,100 170 17,640 410
3mm 10,580 220 8,060 190 6,550 125 4,200 90 3,120 60 8,060 190 12,100 410
4mm 7,560 230 6,050 190 5,040 140 3,020 90 2,270 70 6,050 190 9,070 410
5mm 6,300 250 4,790 190 4,030 140 2,520 105 1,890 80 4,790 190 7,060 455
6mm 5,040 250 4,030 190 3,280 140 2,020 105 1,510 80 4,030 190 6,050 500
8mm 3,780 250 3,020 220 2,520 150 1,510 105 1,130 80 3,020 220 4,540 500
10mm 3,020 250 2,390 220 2,020 170 1,220 105 910 80 2,390 220 3,530 530
12mm 2,520 250 2,020 220 1,680 170 1,010 105 760 80 2,020 220 3,020 560
14mm 2,520 280 1,900 240 1,600 180 1,010 110 760 80 1,900 240 2,800 620
16mm 2,180 310 1,680 250 1,400 200 880 130 660 90 1,680 250 2,520 670
18mm 2,180 310 1,480 250 1,230 200 880 130 660 90 1,480 250 2,240 670
20mm 1,680 310 1,340 250 1,120 200 670 130 500 90 1,340 250 1,960 670
Ap=0.5D Ap=0.1D Ap=0.5D _
UM |(D<3,Ae=025D)  Ae (D<3, Ae=0.05D) 1Ae 1 (D<3, Ae=025D) — Ae |
Cutting Amount Ap Ap Ap
(mm) T T T
ENTIBEREGN - AR EHEEES) & ELLEE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

A TEIAAE 5 SRMEELRER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. EEMESH AR - EAMRELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




iEAnSEIRE B T)- 47) ($EHR) tHIRER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE fix 3 Al Al SRS RS N ]
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
I#Hﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
HHIEERE Ve 94m/min 75m/min 63m/min 37m/min 28m/min 75m/min 110m/min
shi S F S F S F S F S F S F s F
Diameter (rpm)  [(mm/min) | (rpm) [(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
3mm 10,580 690 8,060 480 6,550 230 4,230 280 3,220 210 8,060 480 12,100 | 1,260
4mm 7,560 690 6,050 480 5,040 230 3,020 280 2,270 210 6,050 480 9,070 1,510
5mm 6,300 690 4,790 480 4,030 230 2,520 280 1,890 210 4,790 480 7,060 1,510
6mm 5,040 690 4,030 480 3,280 230 2,020 280 1,510 210 4,030 480 6,050 1,510
8mm 3,780 690 3,020 480 2,520 245 1,510 280 1,130 210 3,020 480 4,540 1,510
10mm 3,020 710 2,390 500 2,020 245 1,200 290 910 220 2,390 500 3,530 1,640
12mm 2,520 710 2,020 500 1,680 245 1,010 290 760 220 2,020 500 3,020 1,760
14mm 2,520 780 1,900 560 1,600 270 1,010 320 760 240 1,900 560 2,800 1,960
16mm 2,180 840 1,680 590 1,400 280 870 340 660 250 1,680 590 2,520 | 2,100
18mm 1,960 840 1,480 590 1,230 280 780 340 590 250 1,480 590 2,240 | 2,100
20mm 1,680 840 1,340 590 1,120 280 670 340 500 250 1,340 590 1,960 | 2,240
Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
IHIE Ae=0.1D 4 Ae=0.05D 4 Ae=0.1D 4
Cutting Amount Ap Ap Ap
(mm) T T T
ZSA e — 1 Ny
RARIGMTEE - :B7IE- 27)($EAR) LIRS
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
MTHE Al aEl S E S B s
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
I1.¢H""’€ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
R HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
Hardness
EIHIEEEE Ve 118m/min 108m/min 68m/min 48m/min 118m/min
XY S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
1mm 28,310 510 25,245 405 18,910 270 12,570 120 29,900 540
2mm 15,345 520 13,365 405 9,800 270 6,630 120 15,740 550
3mm 10,490 570 8,415 405 6,290 280 4,750 140 10,490 600
4mm 8,670 560 7,080 400 5,100 270 3,720 135 8,670 560
6mm 6,290 530 5,250 530 3,660 250 2,630 130 6,290 530
8mm 4,750 530 3,960 380 2,770 250 1,980 130 4,750 530
10mm 3,760 530 3,170 380 2,230 250 1,580 130 3,760 530
12mm 3,170 530 2,620 380 1,840 250 1,340 130 3,170 530
D=3, Ap=0.15D
IS D>3, Ap=0.2D qAe -,
Cutting Amount |D=6, Ap=0.1D Ap
(mm) D>6, Ap=0.15D -+
1. BINTEERHNE - 5AMEEEEES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




RIS T]- FBDEL- 37)(SEAR) tEIFRMEZR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
{I#£A0T Side Milling

BIEANT Slot Milling

MTHE Al Al A A et =f ] =f ] SRS et
Material Alloy Alloy Hardened Hardened Cast Alloy Alloy Hardened Cast
Steels Steels Steels Steels Iron Steels Steels Steels Iron
If#*—hﬁ SCM,SKT,SKD | SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD SCM,SKT,SKD | SCM,SKT,SKD SKT,SKD FC,FCD
MaterialCode
HaEiss HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30 HRC20~30 HRC30~45 HRC45~55 HRC<30
YIEIEE Ve | 179m/min 179m/min 134m/min 90m/min 179m/min 90m/min 89m/min 58m/min 107m/min
b/ s FEED s FEED s FEED s FEED s FEED s F(mm/ s F s F s F
Diameter | (pm) | (mm/min) | (pm) | (mmmin) | (pm) in) | (rpm) in) | (rpm) in)| | (rom) | min) | (rpm) in) | (rpm) in) | (rpm) i
3mm 19,080 1,260 |19,080| 790 |14,310| 480 9,540 | 310 | 19,080 | 1,575 9,540 | 625 | 8,595 | 355 6,210 256 |11,430| 945
4mm 14,310 1,305 |14,310| 820 |10,710| 520 7,160 | 330 |14,310| 1,620 7,155 | 652 6,435 | 373 4,635 | 270 | 8,595 | 990
6mm 9,540 | 1,440 | 9,540 | 945 | 7,155 | 550 | 4,770 | 360 | 9,540 | 1,800 4770 | 747 | 4,275 | 409 3,105 | 297 | 5,715 | 1,080
8mm 7,155 | 1,305 | 7,155 | 895 | 5,355 | 500 | 3,600 | 330 | 7,155 | 1,620 3,600 | 729 | 3,240 | 396 2,340 | 270 | 4,275 | 945
10mm 5715 | 1,170 | 5,715 880 | 4,275 | 480 2,880 | 280 5,715 | 1,440 3,600 706 | 2,565 | 378 1,845 234 | 3,420 855
12mm 4,770 | 1,170 | 4,770 | 860 3,600 | 450 | 2,385 | 280 | 4,770 | 1,440 2,385 | 661 2,160 | 364 1,530 | 234 | 2,880 855
Wi D=6, Ap=1.5D, Ae=0.02D Ap=0.3D
1 ) ) Ae
gﬂf’tﬁ D>6, Ap=1.5D, Ae=0.05D L Ap(Max)=3mm ~Ael- |
A Ap Ap
mount T+
(mm) T
ZS) e —1 1 Ny
SRS ]- :BE- 47)($EAR) LIHIRAFTR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
ITHE Al aEl SRE S B 5
Vet Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
Iﬂ:ﬂsﬁ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
H R HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
ardness
EIHIZEEE Ve 139m/min 139m/min 118m/min 98m/min 158m/min
ShE s F s F s F s F s F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 14,750 1,580 14,750 1,440 12,570 1,040 10,490 630 16,830 1,935
4mm 10,990 1,485 10,990 1,340 9,460 980 7,875 570 12,570 1,840
5mm 8,810 1,440 8,810 1,240 7,580 910 6,290 530 10,100 1,640
6mm 7,380 1,340 7,380 1,140 6,290 830 5,250 500 8,415 1,540
8mm 5,500 1,240 5,500 1,040 4,750 760 3,960 500 6,290 1,440
10mm 4,410 1,240 4,410 1,040 3,760 760 3,170 500 5,050 1,440
12mm 3,660 1,240 3,660 1,040 3,170 760 2,630 500 4,210 1,440
D=6, Ap=1D, Ae=0.05D Ae
tIHIE D>6, Ap=1D, Ae=0.02D e
Cutting Amount Ap
(mm) T
1. BEINTEERHNE - 5AMREHERES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. BEREEIAKET - BARRELZEEF) (10~40%)  When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHHAKE - EARELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




RARIGHFEET]- BERTIE- 67)(FER) LIHIFRMGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

Al A A E S HHE
?\ﬂﬂﬂf Alloy Alloy Hardened Hardened
Steels Steels Steels Steels
I#Hﬁ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD
Material Code
R HRC20~30 HRC30~45 HRC45~55 HRC55~63
Hardness
HIHIEERE Ve 178m/min 150m/min 117m/min 89m/min
shi S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
6mm 9,600 3,630 7,950 1,875 6,300 1,305 4,800 900
8mm 7,200 3,630 6,000 1,890 4,800 1,335 3,600 900
10mm 5,700 3,450 4,800 1,815 3,750 1,245 2,850 855
12mm 4,800 3,225 4,050 1,695 3,150 1,170 2,400 810
16mm 3,600 3,105 3,000 1,620 2,400 1,140 1,800 780
20mm 2,850 2,880 2,400 1,515 1,950 1,080 1,500 750
Ap=1.5D Ae Ap=1.5D Ae Ap=1.5D Ae Ap=1.5D Ae
tIHIE Ae=0.1D ‘ 4 |Ae=0.1D L |Ae=0.06D L |Ae=0.04D 11
Cutting Amount Ap Ap Ap Ap
(mm) T T T T
ZsSa e = I=] = 1 | AT
SAKRISHESEET]- F270E- 47)(FRAX) DIERER
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
— a2l a2l MR AR e
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
I1.¢H""’€ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
R HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
Hardness
EIHIEEEE Ve 161m/min 135m/min 81m/min 61m/min 237m/min
XY S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 17,280 775 14,040 370 9,060 450 6,900 337 25,920 2,025
4mm 12,960 775 10,800 370 6,480 450 4,860 337 19,440 2,430
5mm 10,260 775 8,640 370 5,400 450 4,050 337 15,120 2,430
6mm 8,640 775 7,020 370 4,320 450 3,240 337 12,960 2,430
8mm 6,480 775 5,400 393 3,240 450 2,430 337 9,720 2,430
10mm 5,130 810 4,320 393 2,580 472 1,950 348 7,560 2,630
12mm 4,320 810 3,600 393 2,160 472 1,620 348 6,480 2,835
14mm 4,080 900 3,420 427 2,160 517 1,620 382 6,000 3,150
16mm 3,600 945 3,000 450 1,860 540 1,410 405 5,400 3,375
18mm 3,180 945 2,640 450 1,680 540 1,410 405 4,800 3,375
20mm 2,880 945 2,400 450 1,440 540 1,080 405 4,200 3,600
Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
tIHIE Ae=0.06D T Ae=0.03D T Ae=0.06D A1
Cutting Amount Ap Ap Ap
(mm) T T T
1. BINTEERHNE - 5AMEEEEES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




RARIEMEREEET])- FERWE- 27)(SEIR) tDHIRMER
RRIRSBRELSR - 28 0EL- 27)(BAR) UIRIIRMER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE =fa] =f] SRS RS wHE
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
IH:HSE SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
H R HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
ardness
EHIZERE Ve 230m/min 180m/min 140m/min 110m/min 230m/min
- S F S F S] F S| F S F
R (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
0.5R 32,000 2,000 32,000 2,000 32,000 1,700 32,000 1,360 32,000 2,000
1.0R 32,000 3,060 28,660 3,020 22,290 1,870 17,520 1,490 32,000 3,060
1.5R 24,420 3,400 19,110 2,720 14,860 1,700 11,680 1,360 24,420 3,400
2.0R 18,310 3,100 14,330 2,510 11,150 1,620 8,760 1,280 18,310 3,100
2.5R 14,650 2,980 11,470 2,250 8,920 1,450 7,010 1,150 14,650 2,980
3.0R 12,210 2,850 9,550 1,960 7,430 1,320 5,840 1,060 12,210 2,850
4.0R 9,160 2,420 7,170 1,740 5,570 1,150 4,380 890 9,160 2,420
5.0R 7,330 2,170 5,730 1,530 4,460 980 3,500 750 7,330 2,170
6.0R 6,100 2,040 4,780 1,400 3,720 820 2,920 680 6,100 2,040
Ap=0.02D
xS Pf=0.05D IAp
Cutting Amount
(mm)
t AN 2 — F 1 4
SRISHITEEE - BV RTREY- 27)(SEAR) tIEIIRME R
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
BHEINT Slot Milling
MTHE Al Al HEE HEE 5
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
Iﬁﬂgﬁ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
e
HRC20~30 HRC30~45 HRC45~55 HRC 55~63 HRC<30
Hardness
HIHIERE Ve 59m/min 59m/min 42m/min 25m/min 67m/min
MR s F Ap s F Ap s F Ap s F Ap s F Ap
Diameter (rpm)  [(mm/min)| (mm) (rpm)  [(mm/min)| (mm) (rpm)  [(mm/min)| (mm) (rpm) [ (mm/min)| (mm) (rpm) [ (mm/min)| (mm)
0.5mm (2) 25,200 270 0.045 | 25,200 135 0.038 | 18,900 45 0.019 | 13,500 27 0.009 | 25,200 360 0.049
0.5mm (4) 21,600 | 180 0.021 | 21,600 90 0.018 | 16,200 27 0.009 | 13,500 27 0.009 | 21,600 | 225 0.023
1.0mm (06) 18,000 | 540 0.07 | 17,100 | 450 0.06 | 10,800 | 135 0.03 | 7,200 45 0.014 | 19,800 | 630 0.07
1.0mm (08) 15,300 | 315 0.04 | 14,400 | 270 0.04 | 9,000 90 0.02 | 7,200 45 0.014 | 16,200 | 360 0.05
1.5mm (08) 10,800 | 315 0.1 9,900 270 0.08 | 6,300 90 0.04 | 4,500 45 0.021 | 11,700 | 360 0.11
2.0mm (08) 9,000 540 0.26 | 9,000 450 0.22 5,400 135 0.11 3,600 90 0.06 | 9,900 630 0.29
2.0mm (10) 7,200 315 0.24 | 8,100 270 0.2 4,500 90 0.1 2,700 45 0.05 | 8,100 360 0.26
2.0mm (12) 7,200 315 0.13 | 8,100 270 0.11 4,500 90 0.06 | 2,700 45 0.03 | 8,100 360 0.14
3.0mm (08) 6,300 540 0.36 | 6,300 450 0.3 4,500 135 0.15 | 2,700 90 0.08 7,200 630 0.39
3.0mm (12) 6,300 540 0.27 | 6,300 450 0.23 | 4,500 135 0.11 2,700 90 0.055 | 7,200 630 0.29
3.0mm (16) 6,300 315 0.2 5,400 270 0.17 3,600 90 0.08 | 2,250 45 0.04 | 6,300 360 0.22
3.0mm (20) 6,300 315 0.13 | 5,400 270 0.11 3,600 90 0.05 | 2,250 45 0.025 | 6,300 360 0.14
4.0mm (16) 4,500 540 0.36 | 4,500 450 0.3 2,700 135 0.15 1,800 90 0.075 | 4,500 630 0.39
4.0mm (20) 4,500 315 0.34 | 3,600 270 0.28 1,800 90 0.14 900 90 0.07 | 4,500 360 0.36
5.0mm (20) 3,600 450 0.45 | 3,150 450 0.38 1,800 135 0.19 1,800 90 0.09 3,600 540 0.49
5.0mm (30) 2,700 270 0.33 | 2,700 180 0.28 1,800 135 0.14 1,800 90 0.07 | 2,700 270 0.36
tNHIE Al |
Cutting Amount Ap
(mm) !
ENTIBEREGN - AR EHEEES) & ELLEE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

A TEIAAE 5 SRMEELRER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. EEMESH AR - EAMRELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




RARIRMBREERT]- :BVRER- 27)(SEIR) LRGSR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

?\EII*’J_E Al A Hﬁiﬂﬁed Hﬁiﬁﬂed wl
aterial Alloy Steels Alloy Steels Steels Steels Cast Iron
MatIefiFaa:ﬂgfgde SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
HaEiss HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
HIHIERE Ve 79m/min 73m/min 56m/min 31m/min 79m/min
PE s F Ap Ae s F Ap Ae s F Ap Ae s F Ap Ae s F Ap Ae
R (rem) | (mm/min) | (mm) (mm) (rpm) | (mm/min) | (mm) (mm) (rpm) | (mm/min) | (mm) (mm) (rpm) | (mm/min) | (mm) (mm) (rpm) | (mm/min) | (mm) (mm)
0.30R (03) 27,000 | 360 |0.03 | 0.12 | 22500 | 225 | 0.03 | 0.12 | 21,600 | 180 | 0.03 | 0.06 | 15300 | 135 | 0.02 | 0.04 | 27,000 | 360 | 0.03 | 0.12
0.30R (04) 27,000 | 360 | 0.03 | 0.12 | 22500 | 225 | 0.03 | 0.12 | 21,600 | 180 | 0.03 | 0.06 | 15300 | 135 | 0.02 | 0.04 | 27,000 | 360 | 0.03 | 0.12
0.40R (04) 24300 | 540 | 0.04 | 0.16 | 20,700 | 405 | 0.04 | 0.16 | 18900 | 270 | 0.04 | 0.08 | 13,050 | 180 | 0.04 | 0.08 | 24300 | 540 | 0.04 | 0.16
0.40R (06) 21600 | 360 | 0.04 | 0.12 | 18900 | 225 | 0.04 | 0.12 | 17,100 | 180 | 0.02 | 0.04 | 10800 | 135 | 0.02 | 0.04 | 21,600 | 360 | 0.04 | 0.12
0.50R (06) 18900 | 360 | 0.05 | 0.20 | 17,100 | 270 | 0.05 | 0.20 | 14400 | 180 | 0.05 | 0.10 | 10350 | 135 | 0.05 | 0.10 | 18900 | 360 | 0.05 | 0.20
0.50R (08) 18900 | 360 | 0.05| 0.15 | 17,100 | 270 | 0.05 | 0.15 | 14400 | 180 | 0.03 | 0.05 | 10,350 | 135 | 0.03 | 0.05 | 18900 | 360 | 0.05 | 0.15
0.75R (09) 15300 | 540 | 0.08 | 0.30 | 13500 | 270 | 0.08 | 0.30 | 10800 | 225 | 0.08 | 0.15 | 7,200 | 180 | 0.08 | 0.15 | 15300 | 540 | 0.08 | 0.30
0.75R (12) 15300 | 540 | 0.08 | 0.23 | 13500 | 270 | 0.08 | 0.23 | 10800 | 225 | 0.08 | 0.15 | 7,200 | 180 | 0.08 | 0.15 | 15300 | 540 | 0.08 | 0.23
1.00R (12) 12600 | 630 | 0.10 | 0.40 | 11,700 | 450 | 0.10 | 0.40 | 9,000 | 270 | 0.10 | 0.20 | 4,950 | 180 | 0.10 | 0.20 | 12600 | 630 | 0.10 | 0.40
1.00R (16) 12,600 | 630 | 0.10 | 0.30 | 11,700 | 450 | 0.10 | 0.30 | 9,000 | 270 | 0.06 | 0.10 | 4,950 | 180 | 0.06 | 0.10 | 12600 | 630 | 0.10 | 0.30
1.50R (12) 9,000 | 540 | 0.15 | 0.60 | 7,650 | 270 | 0.15 | 0.60 | 5850 | 225 | 0.15 | 0.30 | 2,700 | 135 | 0.15 | 0.30 | 9,000 | 540 | 0.15 | 0.60
1.50R (25) 9,000 | 540 | 0.15 | 0.60 | 7,650 | 270 | 0.15 | 0.60 | 5850 | 225 | 0.09 | 0.15 | 2,700 | 135 | 0.09 | 0.15 | 9,000 | 540 | 0.15 | 0.60
2.00R (25) 6,300 | 540 | 0.20 | 0.80 | 5400 | 360 | 0.20 | 0.80 | 4,500 | 225 | 0.20 | 0.40 | 2,250 | 90 | 0.20 | 0.40 | 6,300 | 540 | 0.20 | 0.80
2.00R (30) 6,300 | 540 | 0.20 | 0.80 | 5400 | 360 | 0.20 | 0.80 | 4,500 | 225 | 0.12 | 0.20 | 2,250 | 90 | 0.12 | 0.20 | 6,300 | 540 | 0.20 | 0.80
2.50R (30) 5400 | 450 | 0.25 | 1.00 | 4,500 | 450 | 0.25 | 1.00 | 3,600 | 225 | 0.25 | 0.50 | 2,700 | 90 | 0.25 | 0.50 | 5400 | 450 | 0.25 | 1.00
2.50R (40) 5400 | 450 | 0.25 | 1.00 | 4,500 | 450 | 0.25 | 1.00 | 3,600 | 225 | 0.25 | 0.50 | 2,700 | 90 | 0.25 | 0.50 | 5400 | 450 | 0.25 | 1.00
3.00R (30) 4500 | 450 | 0.30 | 1.20 | 3,600 | 360 | 0.30 | 1.20 | 3,600 | 270 | 0.30 | 0.60 | 2,700 | 180 | 0.30 | 0.60 | 4,500 | 450 | 0.30 | 1.20
3.00R (45) 4,500 | 450 | 0.30 | 1.20 | 3,600 | 360 | 0.30 | 1.20 | 3,600 | 270 | 0.30 | 0.60 | 2,700 | 180 | 0.30 | 0.60 | 4,500 | 450 | 0.30 | 1.20
M LA
Cuttuzgm ,r'-r\:;nount
1. ENTB SR - HAMR TSR S) & ELREE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




100 SRS ThERIR A S B OF ) (BB ) tIHIRF R

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

" BIERE BERE
Tnﬂ*iﬁ NIHE e ATERE Ve f (mm/rev.) fz (mm)
aterial . Strength .
Material HB (m/min)
Group (N-mm)
=6mm =12mm =6mm =12mm
TRshsl =150 =500 55~85 0.07~0.105 | 0.105~0.154 | 0.014~0.035 | 0.035~0.07
Grey Cast Iron
IRERE
Grey Cast Iron
IREEH(FRIE) 150~300 | 500~1000 55~85 0.07~0.105 | 0.105~0.154 | 0.014~0.035 | 0.035~0.07
Grey Cast Iron (Heat Treated)
8B ~ =i - 59 = = — - - ~ ~
i Copper Short Chips ~ Brass ~ Bronze =200 =700 0.07~0.21 0.042~0.07 | 0.021~0.042 | 0.042~0.07
. o
8- Bekag) =100 | =350 | 70~280 | 0.07~0.175 | 0.175~0.21 | 0.021~0.042 | 0.042~0.07
uminium ~ Magnesium Non Alloy
fRiBESE
8/ 8 Aluminium ~ Cast AlloyS =180 =600 70~280 0.07~0.175 | 0.175~0.21 | 0.021~0.042 | 0.042~0.07
Aluminium/ | (g% Si<10%)
Magnesium
EIBEaE
Aluminium ~ Cast Alloy =180 =600 70~280 0.07~0.175 | 0.175~0.21 | 0.021~0.042 | 0.042~0.07
(9 Si=10%)
REBILERE . - - 40~80 0.07~0.175 | 0.175~0.21 | 0.021~0.042 | 0.042~0.07
Thermoplastics
EE ﬁ&ﬁtﬁﬂ? . - - 40~70 0.07~0.175 | 0.175~0.21 | 0.021~0.042 | 0.042~0.07
Plastic Thermosetting Plastic
i
ﬁﬁgﬁg?ﬁgﬂ% . - - 40~55 0.07~0.105 | 0.105~0.154 | 0.014~0.035 | 0.035~0.07
Fiber Reinforce Plastic
fimsx X ()-SR E(mm/rev.)
Remarks X fz(#EH) =S TR E(mm)

WN =

EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
A TEIAAE 5 SRMEELRER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. BEXMEE AN - FEAMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EIEREEE - BENRGDERESIRR - JaERHE - HELANAR. - SmE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




ISHET) / BheitoT ) (EEIR) tHIRFR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

M% - N H7) Straight 21T Helix
AiEiE Material HB " . o -
Group HIHIEE BERE HHIERE BERS
Ve (m/min) fz (mm) Vc (m/min) fz (mm)
{H%(C=0.1~0.25%) Low carbon 125 40~140 0.008~0.08 65~200 0.024~0.12
Unjliifiels &h(C=0.25~0.55%) Medium carbon 150 40~110 0.008~0.064 65~185 0.024~0.08
& T#(C=0.55~0.85%) High carbon 170 40~100 0.008~0.04 65~160 0.024~0.064
S48 Non hardened 180 50~140 0.024~0.06 50~145 0.024~0.08
{fﬁiﬂii;’:) $AEEHY Hardened 275 50~130 0.024~0.06 50~135 0.024~0.056
£ Hardened 350 50~130 0.004~0.008 50~130 0.008~0.024
EasHEEs>%) RN Annealed 200 30~70 0.008~0.024 30~80 0.024~0.04
High alloy steels H@A9 Hardened 325 20~60 0.004~0.008 25~65 0.008~0.024
B9 BESEM(ZE=5%) Low alloy 200 60~160 0.008~0.024 65~200 0.024~0.08
Cast steels SAEM(ZE>5%) Hight alloy 225 50~120 0.004~0.008 50~135 0.008~0.024
HERGH S8 Non hardened 200 40-110 0.008~0.04 50~120 0.032~0.08
Stainless steels Feritic | szf@gg Hardened 330 40~90 0.004~0.008 50~95 0.008~0.04
BRREE B Austenitic 180 50~100 0.006~0.016 50~110 0.032~0.08
Stainless steels Austenitic | gr3maEE Super Austenitic 200 40~100 0.006~0.016 50~105 0.032~0.08
M P 54789 Non hardened 200 40~120 0.008~0.024 50~130 0.032~0.08
Stainless steels Cast Feritic. | g Hardened 330 40~80 0.004~0.008 50~90 0.024~0.04
B EE RS B Austenitic 200 40~110 0.008~0.024 50~120 0.032~0.08
Stainless steels Cast
Austenitic #5FEHY Hardened 330 40~70 0.008~0.024 50~80 0.024~0.04
RBES (4G IB) Feritic(short chips) 130 50~120 0.004~0.008 50~55 0.008~0.024
Malleabe Cast Iron BEK(KJB) Pearlitic(long chips) 230 40~110 0.004~0.008 50~120 0.024~0.04
e AR Low tensile strength 180 40~110 0.006~0.016 55~130 0.02~0.08
Grey Cast Iron B Hight tensile strength 260 30~90 0.004~0.008 30~95 0.024~0.04
T #3 Feritic 160 30~80 0.006~0.016 30~90 0.04~0.08
Nodular SG Iron BE Pearlitic 260 30~70 0.004~0.12 30~80 0.024~0.04
ABEES S #23& Non aging 60 120~200 0.04~0.12 160~240 0.08~0.2
Aluminium Alloys Wrought | g3 238 Aged 100 80~180 0.024~0.12 120~200 0.08~0.16
Eas B3E Cast 75 60~120 0.04~0.12 80~160 0.08~0.16
Aluminium Alloys SEIEFISR Cast & Aged 90 70~130 0.24~0.08 95~175 0.08~0.12
Alumﬁuﬁmﬁu e $84R - SWE13~22% Cast Si 130 120~200 0.04~0.12 160~240 0.08~0.16
e 3l Brass 90 120~200 0.04~0.12 160~240 0.08~0.2
R AT AT &8 - 48[ Bronze & non leaded copper 100 80~180 0.024~0.08 120~200 0.08~0.16
RN H(3E)Annealed(Iron based) 200 20~40 0.006~0.016 25~50 0.032~0.08
B89 (S E )Aged(Iron based) 280 15~30 0.004~0.008 15~40 0.008~0.024
N ﬁﬁg}ﬁfﬁﬁﬁ)ﬁ Cobalt based) 250 10~20 0.004~0.008 10~30 0.008~0.024
rlonttemperature Alloys E?g%jmfgﬁrggobal t based) 350 12~20 0.004~0.008 10~25 0.008~0.024
48i$5(99.5%) Pure(99.5% Ti) 400Rm 20~60 0.006~0.016 30~65 0.024~0.04
0+B &% a+P alloys 1050Rm 15~40 0.006~0.016 15~40 0.024~0.04
2@ o I y— 45~50HRC 10~30 0.002~0.005 10~35 0.004~0.008
Extra Hard Steels 50~55HRC 10~20 0.002~0.005 10~30 0.004~0.008

X TIE TIIAEAE ) BERIER TIRAUTHIFELSRSE ) 60% °
X At tools entry, set the Feed (mm) to 60% lower than the threading Feed.

1. EINTEBSAHNE - 55 TEES) & ELAEEE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D FEIBRESRE - BENKEDEREENRR > IaARRE - BERARK - SmgE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




tEARSSHER LS T0- 2 / 470 (SEAE) LNEIRGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE fix s Al E=f] SRS BEl=tii] N i
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
IH:HSE S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EHIZERE Ve 72m/min 54m/min 34m/min 29m/min 22m/min 54m/min 72m/min
L2k S F S F S F S F S F s F s F
R (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
0.5R 36,000 | 4,280 | 32,400 | 3,380 | 21,600 | 2,570 | 14,400 | 1,720 | 10,800 | 1,280 | 32,400 | 3,380 | 45,000 | 7,500
1.0R 20,520 | 2,440 | 16,200 | 1,690 | 11,700 | 1,390 8,200 980 6,160 730 16,200 | 1,690 | 22,860 | 3,810
2.0R 11,520 | 1,370 8,640 900 6,300 750 4,600 550 3,460 410 8,640 900 11,520 | 1,920
3.0R 7,560 900 5,760 600 3,780 450 3,020 360 2,270 270 5,760 600 7,560 1,260
4.0R 5,760 690 4,320 450 2,880 340 2,300 270 1,730 205 4,320 450 5,760 960
5.0R 4,590 550 3,420 360 2,160 255 1,830 215 1,380 160 3,420 360 4,590 765
6.0R 3,780 450 2,880 300 1,800 210 1,520 180 1,140 130 2,880 300 3,780 630
8.0R 3,200 380 2,400 250 1,560 180 1,280 150 960 110 2,400 250 3,200 530
10.0R 2,600 310 1,920 200 1,300 150 1,040 120 780 90 1,920 200 2,600 430
Ap=0.05D
s Pf=0.1D o .IAp
Cutting Amount
(mm)
=1 E3 e
140 25 H B S 85 70- 270 (FEAR) PIERGZR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
ITHE fix =5 Al Al SEE S B N fia
Vet Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
Iﬂ:ﬂsﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SuUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
EIHIZEEE Ve 95m/min 75m/min 63m/min 38m/min 28m/min 75m/min 110m/min
hR S F S F S F S F S F S F S F
Diameter (rpm)  [(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
1mm 22,400 140 19,150 110 16,130 70 8,960 60 6,720 40 19,150 110 28,220 300
2mm 12,100 180 9,680 140 8,060 100 4,840 70 3,630 50 9,680 140 14,110 330
3mm 8,460 180 6,450 150 5,240 100 3,360 70 2,500 50 6,450 150 9,680 330
4mm 6,050 180 4,840 150 4,030 110 2,420 70 1,820 60 4,840 150 7,260 330
5mm 5,040 200 3,830 150 3,220 110 2,020 80 1,510 60 3,830 150 5,650 360
6mm 4,030 200 3,220 150 2,620 110 1,620 80 1,210 60 3,220 150 4,840 400
8mm 3,020 200 2,420 180 2,020 120 1,210 80 900 60 2,420 180 3,630 400
10mm 2,420 200 1,910 180 1,620 140 980 80 730 60 1,910 180 2,820 420
12mm 2,020 200 1,620 180 1,340 140 810 80 610 60 1,620 180 2,420 450
14mm 2,020 220 1,520 190 1,280 140 810 90 610 60 1,520 190 2,240 500
16mm 1,740 250 1,340 200 1,120 160 700 100 530 70 1,340 200 2,020 540
18mm 1,740 250 1,180 200 980 160 700 100 530 70 1,180 200 1,790 540
20mm 1,340 250 1,070 200 900 160 540 100 400 70 1,070 200 1,570 540
Ap=0.5D _ Ap=0.1D Ap=0.5D
IMIE  |(D<3, Ap=0.25D) Aot (O3 Ap=0050) 1A 1 D Apmozsp) Ak L
Cutting Amount Ap Ap Ap
(mm) T T T
ENTIBEREGN - AR EHEEES) & ELLEE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

A TEIAAE 5 SRMEELRER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. EEMESH AR - EAMRELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




iEAnSEIRE B T)- 47) ($EHR) tHIRER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE fix 3 Al Al SRE S RS N ]
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
I#Hﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 - HRC<30
Hardness
HHIEERE Ve 94m/min 75m/min 63m/min 37m/min 28m/min 75m/min 110m/min
shi S F S F S F S F S F S F s F
Diameter (rpm)  [(mm/min) | (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)
1mm 5,040 550 6,450 380 5,240 180 3,380 220 2,580 170 6,450 380 9,680 1,010
2mm 6,050 550 4,840 380 4,030 180 2,420 220 1,820 170 4,840 380 7,260 1,210
3mm 5,040 550 3,830 380 3,220 180 2,020 220 1,510 170 3,830 380 5,650 1,210
4mm 4,030 550 3,220 380 2,620 180 1,620 220 1,210 170 3,220 380 4,840 1,210
5mm 3,020 550 2,420 380 2,020 200 1,210 220 900 170 2,420 380 3,630 1,210
6mm 2,420 570 1,910 400 1,620 200 960 230 730 180 1,910 400 2,820 1,310
8mm 2,020 570 1,620 400 1,340 200 810 230 610 180 1,620 400 2,420 1,410
10mm 2,020 620 1,520 450 1,280 220 810 260 610 190 1,520 450 2,240 1,570
12mm 1,740 670 1,340 470 1,120 220 700 270 530 200 1,340 470 2,020 1,680
14mm 1,570 670 1,180 470 980 220 620 270 470 200 1,180 470 1,790 1,680
16mm 1,340 670 1,070 470 900 220 540 270 400 200 1,070 470 1,570 1,790
18mm 1,740 250 1,180 200 980 160 700 100 530 70 1,180 200 1,790 540
20mm 1,340 250 1,070 200 900 160 540 100 400 70 1,070 200 1,570 540
Ap=1.5D Ap=1D Ap=1.5D
IIEIE  |Ae=0.1D Al - | Ae=0.05D qhe Ae=0.1D he |
Cutting Amount Ap Ap Ap
(mm) T T T
—— ] My
ARS8t /- SE- 47)($ERR) tIRERGR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
BHEINT Slot Milling
MTHE fix s axil axil EN Has
Material Carbon Alloy Alloy Stainless Titanium
Steels Steels Steels Steels Alloys
I1.¢*45ﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 -
Material Code
R HRC<20 HRC20~30 HRC30~45 - HRC<30
Hardness
Pl S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 7,880 550 6,410 510 5,890 390 5,590 350 5,400 330
4mm 5,810 550 4,800 580 4,430 390 4,160 390 4,050 370
5mm 4,650 550 3,830 570 3,530 410 3,340 410 3,230 400
6mm 3,860 560 3,190 480 2,960 430 2,780 430 2,700 410
8mm 2,890 450 2,400 410 2,210 410 2,100 390 2,030 380
10mm 2,330 440 1,910 410 1,760 360 1,690 360 1,610 340
12mm 1,950 420 1,610 360 1,460 350 1,390 330 1,350 330
Ap=1D _ Ap=05D Ap=02D
HIME | Ap(Max)=9mm ~Ael- | | Ae b | Ae b
Cutting Amount Ap Ap Ap
(mm) T T T
1. BINTEERHNE - 5AMEEEEES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




ARSI 54 7])- SREL- 47)($EAR) tDEIRMEZR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
{I#£A0T Side Milling

MTHE fix =3 =f ] Al AiEi HEE
Material Carbon Alloy Alloy Stainless Titanium
Steels Steels Steels Steels Alloys
IH:HSE S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 -
Material Code
il HRC<20 HRC20~30 HRC30~45 - HRC<30
Hardness
g S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 9,380 830 7,160 630 6,080 470 5,740 460 5,550 410
4mm 7,310 900 5,660 740 4,800 510 4,540 530 4,390 470
5mm 5,960 980 4,610 790 3,940 540 3,710 580 3,600 500
6mm 5,060 1,200 3,940 900 3,340 670 3,150 630 3,040 520
8mm 3,790 1,160 2,960 830 2,510 610 2,360 610 2,290 510
10mm 3,080 1,090 2,400 790 2,030 540 1,910 540 1,840 480
12mm 2,550 1,050 1,990 750 1,690 540 1,580 510 1,540 450
Ap=1.5D Ae Ap=1.5D Ae Ap=1.5D Ae
MR |Ae=0.2D FEEH L Ae=0.1D U pes005D T
Cutting Amount Ap Ap Ap
(mm) T T T
== 2 AL A
RS IME S 8% ]- S3E- 47)(EIR) tIEIRF=R
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
BHEINT Slot Milling
MTHE fix =S aEdl Al FiEs Has
Material Carbon Alloy Alloy Stainless Titanium
Steels Steels Steels Steels Alloys
Iﬂ:#ils;ﬁ S$35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 -
Material Code
R HRC<20 HRC20~30 HRC30~45 - HRC<30
Hardness
S S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 7,880 550 6,410 510 5,890 390 5,590 350 5,400 330
4mm 5,810 550 4,800 580 4,430 390 4,160 390 4,050 370
5mm 4,650 550 3,830 570 3,530 410 3,340 410 3,230 400
6mm 3,860 560 3,190 480 2,960 430 2,780 430 2,700 410
8mm 2,890 450 2,400 410 2,210 410 2,100 390 2,030 380
10mm 2,330 440 1,910 410 1,760 360 1,690 360 1,610 340
12mm 1,950 420 1,610 360 1,460 350 1,390 330 1,350 330
Ap=1D N Ap=0.5D Ap=0.2D
IS Ap(Max)=9mm | Ae - Al | Al |
Cutting Amount Ap Ap Ap
(mm) T T T
EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

BWAESIAKR - BERELRZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. BEEE AR - FEARELREE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).




RIS SHEI S 8t ) ERUEL- 47)(FER) tNEIFRMEZR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
fI#£A0T Side Milling

MTHE fix 223 E=f A& AEi F2N=F
Material Carbon Alloy Alloy Stainless Titanium
Steels Steels Steels Steels Alloys
I#Hﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 -
Material Code
R HRC<20 HRC20~30 HRC30~45 - HRC<30
Hardness
g S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 9,380 830 7,160 630 6,080 470 5,740 460 5,550 410
4mm 7,310 900 5,660 740 4,800 510 4,540 530 4,390 470
5mm 5,960 980 4,610 790 3,940 540 3,710 580 3,600 500
6mm 5,060 1,200 3,940 900 3,340 670 3,150 630 3,040 520
8mm 3,790 1,160 2,960 830 2,510 610 2,360 610 2,290 510
10mm 3,080 1,090 2,400 790 2,030 540 1,910 540 1,840 480
12mm 2,550 1,050 1,990 750 1,690 540 1,580 510 1,540 450
Ap=1.5D Ae Ap=1.5D Ae Ap=1.5D Ae
TIHIE Ae=0.2D 4 Ae=0.1D L |Ae=0.05D A4
Cutting Amount Ap Ap Ap
(mm) T T T
0y 1 —— e | 1 s
RS MR R i J]- SR EL- 47)($EIR) tEIRFT=
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
EHEINT Slot Milling
MTHE fix =5 Al anil N F7y=F BESE
Material Carbon Alloy Alloy Stainless Titanium Ni-Based
Steels Steels Steels Steels Alloys Alloys
I1.¢*45ﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 - -
Material Code
R HRC<20 HRC20~30 HRC30~45 - HRC<30 HRC<30
Hardness
£ 2 S F S F S F 3 F S F S F
R (rem) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mMm/min) (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (MmM/min)
2.5R 5,565 910 4,305 735 3,675 508 3,465 543 3,360 469 1,715 172
3.0R 4,725 1,120 3,675 840 3,115 623 2,940 585 2,835 487 1,470 175
4.0R 3,535 1,085 2,765 770 2,345 571 2,205 567 2,135 473 1,120 158
5.0R 2,870 1,015 2,240 735 1,890 508 1,785 501 1,715 445 875 151
6.0R 2,380 980 1,855 700 1,575 504 1,470 473 1,435 424 735 147
8.0R 1,785 840 1,400 658 1,190 445 1,120 389 1,085 354 536 147
10.0R 1,435 690 1,120 529 945 413 875 361 875 322 445 140
Ap=1D Ap=1D Ap=1D
HkIE Pf=0.5D IAp Pf=0.4D Pf=0.2D IAp
Cutting Amount
(mm)
1. BINTEERHNE - 5AMEEEEES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




iSSHEz At - smnBL- 370(87)) thERG SR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

{I#£A0T Side Milling

REE fr=fr
?\Elgigif Aluminum Copper
Alloys Alloys
THRSR
Material Code Al 5052 /6061/7075 C1100
EE _ —
Hardness
g S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3mm 18,000 810 7,200 290
4mm 13,500 950 5,400 320
5mm 10,800 990 4,320 340
6mm 9,000 1,080 3,600 360
8mm 7,200 1,170 2,700 410
10mm 5,760 1,260 2,030 430
12mm 4,680 1,350 1,710 460
16mm 3,510 1,350 1,260 460
Ap=1.5D Ae
I Ae=0.1D L
Cutting Amount Ap
(mm) T
E#EINT Slot Milling
F=F f=F
7:5;35 Aluminum Copper
Alloys Alloys
THRISR
Material Code Al 5052 /6061/7075 C1100
EE _ —
Hardness
ELNEd S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3mm 17,100 590 7,110 270
4mm 13,050 620 5,310 290
5mm 10,350 630 4,230 320
6mm 8,100 720 3,510 330
8mm 7,160 750 2,610 380
10mm 5,670 850 2,070 410
12mm 4,590 900 1,710 440
16mm 3,470 880 1,260 430
Ap=0.5D
MR Al L
Cutting Amount Ap
(mm) T
1. “HDIE%‘?&&%H?} » Fh AR EBHEEIE (S) &ELIEE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. BHEEIAKE P43 R (F) (10~40%)  When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHHAKE - EARELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EIEREEE - BENRGDERESIRR - JaERHE - HELANAR. - SmE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




AR IS H 8t 70- 270 (SERR) LNEIRER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE fix 223 Al Al SR N o] ma®MaE
Material Carbon Alloy Alloy Hardened Stainless Cast Aluminum/
Steels Steels Steels Steels Steels Iron Copper
THHRSR _
A S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
H s HRC<20 HRC20~30 HRC30~45 HRC45~55 - HRC<30 -
ardness
HIHIERE Ve 102m/min 81m/min 67m/min 40m/min 80m/min 118m/min 30m/min
ohg S F S F S F S F S F 5 F s F
Diameter (rpm) | (mm/min) [ (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
1mm 11,340 130 25,650 110 21,600 70 12,000 60 25,650 110 37,800 300 9,000 40
2mm 16,200 170 12,960 130 10,800 90 6,480 70 12,960 130 18,900 320 4,860 50
3mm 11,340 170 8,640 150 7,020 100 4,500 70 8,640 150 12,960 320 3,350 50
4mm 8,100 180 6,480 150 5,400 110 3,240 70 6,480 150 9,720 320 2,430 60
5mm 6,750 200 5,130 150 4,320 110 2,700 80 5,130 150 7,560 360 2,030 60
Ap=0.3D Ap=0.06D Ap=0.3D Ap=0.06D
IHIE (D<3, Ap=0.15D) ~Ae | (D<3, Ap=0.03D) |(D<3, Ap=0.15D) JAe (D<3, Ap=0.03D)
Cutting Amount Ap Ap
(mm) T T
1 N
4B e E sk B 85 70 - 270 (SEAR) PDEIIRIGZR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
MTHE x5 Al Al Bt FiEs b \EEMEE
Material Carbon Alloy Alloy Hardened Stainless Cast Aluminum/
Steels Steels Steels Steels Steels Iron Copper
I#*ihﬁ S35C,S45C,S50C | SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SUS304 FC,FCD =
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 - HRC<30 -
Hardness
EIHIEEEE Ve 180m/min 158m/min 109m/min 79m/min 158m/min 214m/min 60m/min
- S F S F S F S F S F S F S F
R (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) [(Mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
0.5R 54,000 675 48,600 570 32,400 435 21,600 270 48,600 570 67,500 1,100 16,200 202
1.0R 30,780 900 24,300 735 17,550 570 12,300 360 24,300 735 34,290 | 1,350 9,240 270
2.0R 17,280 | 1,080 | 12,960 840 9,450 652 6,900 435 12,960 840 17,280 | 1,545 5,190 324
3.0R 11,340 | 1,350 | 8,640 900 5,670 675 4,530 540 8,640 900 11,340 | 1,890 3,410 405
Ap=0.03D .
bRl i Pf=0.06D LAp
Cutting Amount
(mm)

WN =

EHEBBAAL
EEMEEAAR -

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

EINTEBSRES » AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
FE PR ELR R E(F) (10~40%)  When the machine is vibrating, please decrease the feed rate(F) (10~40%).
SRR AR R (F) (10~40%) o When the spindle load is high, please decrease the feed rate(F) (10~40%).




ARSI A SR T)- SER- 47)(BIR) tIRIRMER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

55
7J[]I$7J_§ Stainless
Material
Steels
THRSR
Material Code SUSSos
44 —
Hardness
EHIZERE Ve 70m/min
9 s F s F
Diameter (rpm) (mm/min) (rpm) (mm/min)
4mm 5,570 300~1,000 5,570 100~200
5mm 4,460 500~1,000 4,460 200~300
6mm 3,720 500~1,200 3,720 200~300
8mm 2,790 500~1,100 2,790 300~400
10mm 2,230 500~1,100 2,230 300~400
12mm 1,860 600~800 1,860 250~300
16mm 1,390 400~600 1,390 250~300
20mm 1,120 300~500 1,120 100~250
Ap=0.5D Ae Ap=0.5D
I Ae=0.1~0.5D ° Ae |
Cutting Amount Ap Ap
(mm) T T

ARSI ThREEE / o SHEE ST 7] tRIRIGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

e MSHIA MSHDIA
Material MIHE il

Group Vit Hardness | yupser | S7)g@E | DEEE | STERE
Ve (m/min) fz (mm) Ve (m/min) fz (mm)

fix =S
Carbon S35C,S45C,S50C HRC<20 - - 65~200 0.008~0.01
Steels

=f ]
Alloy SCM,SKT,SKD HRC20~30 o = 65~185 0.005~0.008
Steels

AL

(=]
Alloy SCM,SKT,SKD HRC30~45 - - 65~160 0.004~0.005
Steels

TEH
Stainless SUS304 HRC<30 - - 50~100 0.004~0.008
Steels

bt
Cast FC,FCD HRC<30 - - 40~110 0.004~0.008
Iron

mEE
Aluminum Al 5052/ 6061 /7075 - 60~120 0.007~0.08 - -
Alloys
X 7IB TIAESRE . EEEINER TIRUNHIEHERE ) 60% ©
X At tools entry, set the Feed (mm) to 60% lower than the threading Feed.

EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
EHASEIAKET - BARRELZEEF) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).

. BEXMEE AN - FEAMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EHIBAERE  EENRGNEREEINTR - FTWAERE - BBLNRE - St -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

WN =




iSHiEE AL T]- SRE- 37)(87]) tIHIRER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

fI#£A0T Side Milling

REE
DUIM'E Aluminum
Material
Alloys
THHRSR
Material Code Al 5052 /6061 /7075
EE B
Hardness
HIHEIEE Ve 180m/min
g s F
Diameter (rpm) (mm/min)
3mm 19,100 970
4mm 14,330 1,140
5mm 11,460 1,200
6mm 9,550 1,300
8mm 7,170 1,400
10mm 5,730 1,500
12mm 4,780 1,600
16mm 3,580 1,600
Ap=1.5D Ae
I Ae=0.1~0.5D RS
Cutting Amount Ap
(mm) T
BEEINT Slot Milling
= F
MIME Aluminum
Material
Alloys
THRISR
Material Code Al 5052 /6061 /7075
EE B
Hardness
ENHIERE Ve 180m/min
g S B
Diameter (rpm) (mm/min)
3mm 19,100 700
4mm 14,330 740
5mm 11,460 760
6mm 9,550 860
8mm 7,170 900
10mm 5,730 1,020
12mm 4,780 1,080
16mm 3,580 1,080
Ap=0.5D
1y —Ae |- |
Cutting Amount Ap
(mm) -

WN =

EINTEBSRES » AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
B AEEIARAR 5 ERREELRZEE (F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
EEME AR - FEFARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




ARG SRR T]- 47)(FEIR) tDEIRMER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
{I#£A0T Side Milling

fx = Al Al RS
?&;E:ﬂf Carbon Alloy Alloy Hardened
Steels Steels Steels Steels
Iﬁ:ﬂsﬁ' S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SKT,SKD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55
Hardness
HIHIEE Ve 110m/min 90m/min 75m/min 70m/min
b/x S S F S F S F S [
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 11,670 770 9,550 580 7,960 430 7,430 380
4mm 8,750 840 7,160 680 5,970 470 5,570 440
5mm 7,000 910 5,730 730 4,770 500 4,450 460
6mm 5,830 1,120 4,770 840 3,980 620 3,710 480
8mm 4,370 1,080 3,580 770 2,980 570 2,780 470
10mm 3,500 1,010 2,860 730 2,380 500 2,220 440
12mm 2,910 980 2,380 700 1,990 500 1,850 420
16mm 2,180 840 1,790 650 1,490 440 1,390 350
20mm 1,750 680 1,430 520 1,190 410 1,110 320
25mm 1,400 610 1,140 470 955 370 890 270
Ap=1.5D Ae Ap=1.5D Ae
HHIE Ae=0.2D 4 Ae=0.05D 4
Cutting Amount Ap Ap
(mm) T T
EHEINT Slot Milling
fx s Al Al REH
?\ﬁ:ﬁf Carbon Alloy Alloy Hardened
Steels Steels Steels Steels
Iﬁﬂ’ﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SKT,SKD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55
Hardness
HIHIEERE Ve 95m/min 75m/min 70m/min 60m/min
Ihg S F S F S F S =
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 10,080 510 7,960 480 7,430 360 6,360 310
4mm 7,560 510 5,970 540 5,570 360 4,770 340
5mm 6,050 510 4,770 530 4,450 380 3,820 370
6mm 5,040 520 3,980 440 3,710 400 3,180 380
8mm 3,780 420 2,980 390 2,780 390 2,380 360
10mm 3,020 410 2,380 380 2,220 340 1,910 320
12mm 2,520 390 1,990 330 1,850 320 1,590 300
16mm 1,890 380 1,490 300 1,390 260 1,190 250
20mm 1,510 330 1,190 270 1,110 250 955 230
25mm 1,210 320 950 250 890 220 760 160
Ap=1D Ap=0.2D
IR Ap(MAX)=12mm dAel- | S Ae |
Cutting Amount Ap Ap
(mm) T T

1. BINTEBERHES - 5 T MEE(S) & ELHREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. BEHEEIMAKE - EARRELIZEEF) (10~40%)  When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEHEHAKE - FEARELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D EHIBAERE  EENRGHNEREEIRNTR - FWARRE - BBLNRE - St -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




EARSS NN S 2 AT ET]- SNBL- 47 (EEIR) TIHIREGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
fI#£A0T Side Milling

MTHE fix = Al Al RS N HEE
Material Carbon Alloy Alloy Hardened Stainless Titanium
Steels Steels Steels Steels Steels Alloys
I#Hﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SUS304 -
Material Code
il HRC<20 HRC20~30 HRC30~45 HRC45~55 - HRC<30
Hardness
HIHIEE Ve 110m/min 90m/min 75m/min 70m/min 70m/min 35m/min
g S F S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 11,670 1,100 9,550 840 7,960 620 7,430 540 7,430 610 3,710 220
4mm 8,750 1,200 7,160 980 5,970 680 5,570 630 5,570 710 2,780 240
5mm 7,000 1,300 5,730 1,050 4,770 720 4,450 670 4,450 770 2,220 240
6mm 5,830 1,600 4,770 1,200 3,980 890 3,710 690 3,710 830 1,850 250
8mm 4,370 1,550 3,580 1,100 2,980 810 2,780 670 2,780 810 1,390 220
10mm 3,500 1,450 2,860 1,050 2,380 720 2,220 630 2,220 710 1,110 210
12mm 2,910 1,400 2,380 1,000 1,990 720 1,850 600 1,850 675 920 210
16mm 2,180 1,200 1,790 940 1,490 630 1,390 500 1,390 550 690 210
20mm 1,750 980 1,430 750 1,190 590 1,110 460 1,110 510 550 200
25mm 1,400 880 1,140 670 955 530 890 390 890 480 440 180
Ap=1.5D Ae Ap=15D Ae Ap=15D Ae Ap=15D Ae
PMIE  |Ae=02D HL Ae=00sD_ " 14 |me=oD i |me=00sD_ T 1L
Cutting Amount Ap Ap Ap Ap
(mm) T T T T
EHEINT Slot Milling
MTHE fix s Al Al RS N f7¥=F+
Material Carbon Alloy Alloy Hardened Stainless Titanium
Steels Steels Steels Steels Steels Alloys
I#Hﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SUS304 -
Material Code
H R HRC<20 HRC20~30 HRC30~45 HRC45~55 - HRC<30
ardness
HIHIERE Ve 95m/min 75m/min 70m/min 60m/min 60m/min 20m/min
g S F S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 10,080 730 7,960 680 7,430 520 6,360 440 6,360 460 2,120 120
4mm 7,560 730 5,970 770 5,570 520 4,770 490 4,770 510 1,590 130
5mm 6,050 730 4,770 750 4,450 540 3,820 530 3,820 540 1,270 140
6mm 5,040 740 3,980 630 3,710 570 3,180 540 3,180 570 1,060 140
8mm 3,780 600 2,980 550 2,780 550 2,380 510 2,380 520 790 150
10mm 3,020 580 2,380 540 2,220 480 1,910 450 1,910 470 630 140
12mm 2,520 560 1,990 470 1,850 460 1,590 430 1,590 440 530 140
16mm 1,890 550 1,490 430 1,390 370 1,190 360 1,190 370 390 110
20mm 1,510 470 1,190 380 1,110 350 955 330 955 330 310 110
25mm 1,210 450 950 360 890 310 760 230 760 280 250 100
Ap=1D Ap=0.2D Ap=0.5D Ap=0.2D
LIMIE | Ap(MAX)=12mm A | O ~ Ae - | A Ae |
Cutting Amount Ap Ap| Ap Ap
(mm) T T T T
1. BINTEERHNE - 5AMEEEEES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




SiNiaAEIAEt- 17

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

mEE
DDIM.E Aluminum
Material
Alloys
THRSR
Material Code Al 5052 /6061 /7075
44 —
Hardness
MmIxsz ERNT E)=-p i BEZIANT
Cutting Mode Spotting Chamfering Engraving
EIHIZEEE Ve 100~200m/min 100~200m/min 100~200m/min
XY S f S f S f
Diameter (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
3mm 11,000~21,000 0.01 11,000~21,000 0.01~0.04 11,000~21,000 0.01~0.02
4mm 8,000~16,000 0.01 8,000~16,000 0.01~0.04 8,000~16,000 0.01~0.03
6mm 5,000~11,000 0.02 5,000~11,000 0.02~0.07 5,000~11,000 0.02~0.04
8mm 4,000~8,000 0.03 4,000~8,000 0.02~0.10 4,000~8,000 0.03~0.06
10mm 3,200~6,400 0.03 3,200~6,400 0.02~0.15 3,200~6,400 0.03~0.06
12mm 2,700~5,300 0.04 2,700~5,300 0.02~0.14 2,700~5,300 0.04~0.08
16mm 2,000~4,000 0.05 2,000~4,000 0.02~0.14 2,000~4,000 0.05~0.10
Ap=0.5~1.0mm Ap=0.03D
s A Ae }- Ae - | — Ae |- |
Cutting Amount Ap Ap
(mm) f Ap !
1 4055 50 = 18 R EI B % 7)- 370
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
P
MTHE Tt
Material Al
Steels
THER
Material Code SEMIRRTEA
e =
Hardness RINGEIE
mInsz ERNT ) =-p BEZIANT
Cutting Mode Spotting Chamfering Engraving
tNHIERE Ve 90~150m/min 90~150m/min 90~150m/min
g S f S f S f
Diameter (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
3mm 9,550~15,920 0.01 9,550~15,920 0.03~0.06 9,550~15,920 0.02~0.04
4mm 7,170~11,940 0.02 7,170~11,940 0.03~0.06 7,170~11,940 0.02~0.04
6mm 4,780~7,960 0.02 4,780~7,960 0.05~0.10 4,780~7,960 0.03~0.08
8mm 3,580~5,970 0.03 3,580~5,970 0.10~0.20 3,580~5,970 0.03~0.08
10mm 2,870~4,780 0.05 2,870~4,780 0.15~0.30 2,870~4,780 0.05~0.13
12mm 2,390~3,980 0.07 2,390~3,980 0.20~0.35 2,390~3,980 0.10~0.15
16mm 1,790~2,990 0.08 1,790~2,990 0.20~0.35 1,790~2,990 0.10~0.15
Ap=0.5~1.0mm Ap=0.03D
IS - Ae f- —Ae |- | ~{Ae |- |
Cutting Amount Ap y i Ap
(mm) Ap

1. BINTEBERHES - 5 T MEE(S) & ELHREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. BEHEEIMAKE - EARRELIZEEF) (10~40%)  When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEHEHAKE - FEARELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D EHIBAERE  EENRGHNEREEIRNTR - FWARRE - BBLNRE - St -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.




TERT) | SMEIRESRT] / WEETESRT] | SRIREEH ] tIHIRER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

N E75 S
mTHE Carbon Staniess A
Steels Steels Alloys
MatIei?;a:ﬂcgﬁ de S35C,S45C,S50C SUS304 Al 5052 /6061 /7075
HaE}n;;ss QRCS20 - -
IIHIEE Ve 25m/min 15m/min 60m/min
shi S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
4mm 1,990 80 1,190 50 4,780 80
6mm 1,330 80 800 50 3,180 80
8mm 980 90 600 60 2,400 90
10mm 790 70 480 50 1,900 90
12mm 670 70 400 50 1,600 90
14mm 580 70 330 50 1,360 90
16mm 500 70 300 50 1,200 100
18mm 450 70 260 50 1,060 100
20mm 400 60 240 40 950 80
25mm 320 60 190 40 760 80
30mm 270 60 160 40 640 80
40mm 200 60 120 30 480 80
fiE
Remarks

iIME ARt T])- 27)(3ER) DIHRFR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

et a2 T az
?\Elgigif Carbon Alloy Stainless Aluminum
Steels Steels Steels Alloys
I1.¢*45ﬁ S35C,S45C,S50C SCM, SKT, SKD SUS304 Al 5052 /6061 /7075
Material Code
H R HRC<20 HRC20~30 - -
ardness
EIHIEEEE Ve 60m/min 50m/min 40m/min 50m/min
Hh s HemF & F s #tr F 1 F s e F H#&EF s e F e F
" Vertical Horizontal Vertical Horizontal Vertical Horizontal Vertical Horizontal
Diameter (rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min) (rpm) (mm/min) | (mm/min)
3mm 6,400 25 50 5,300 20 40 4,200 20 40 5,300 40 80
4mm 4,800 25 55 4,000 20 45 3,200 20 45 4,000 40 85
6mm 3,200 25 60 2,650 20 50 2,100 20 50 2,650 40 90
8mm 2,400 25 65 2,000 20 55 1,600 20 55 2,000 40 110
10mm 1,900 25 70 1,600 20 60 1,300 20 60 1,600 40 110
12mm 1,600 25 70 1,350 20 60 1,050 20 60 1,350 40 120
16mm 1,200 30 80 1,000 25 65 800 25 65 1,000 50 120
20mm 950 30 80 800 25 65 640 25 65 800 50 110
fidzE X FEiRA=120" - CIiSELREIBNN30% ©
Remarks X Tip Angle=120° ,might increase 30% Feed Speed.

1. EINTEBSAHNE - 55 TEES) & ELAEEE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).

3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D FEIBRESRE - BENKEDEREENRR > IaARRE - BERARK - SmgE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.



BMARAHET]- 27) HIHIRGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

fix =3l =f ] REH
?\Elizrif Carbon Alloy Hardened
Steels Steels Steels
LRI $35C,S45C,S50C SCM,SKD SKT,SKD
Material Code
il HRC<20 HRC30~45 HRC45~55
Hardness
EHIZERE Ve 30~40m/min 20~30m/min 15~25m/min
E 31y S A8 Roughing | ABANT Finishing S] $HINTRoughing | BN Finishing 5] #ANTRoughing | BN Finishing
R (rpm) F (mm/min) F (mm/min) (rpm) F mm/min) F (mm/min) (rpm) F (mm/min) F (mm/min)
0.50R 9,900 50 90 7,200 45 60 5,760 35 50
0.75R 8,100 50 90 5,760 45 60 4,590 35 50
1.00R 5,580 50 90 3,960 45 60 3,780 35 50
1.25R 4,860 50 90 3,510 45 60 3,240 85 50
1.50R 3,330 50 90 2,430 45 60 2,880 35 50
1.75R 3,060 50 90 2,160 45 60 2,520 35 50
2.00R 2,880 50 90 2,070 45 60 2,250 35 50
2.50R 2,520 50 90 1,800 45 60 1,890 35 50
3.00R 2,250 50 90 1,620 45 60 1,620 35 50
4.00R 1,665 50 90 1,170 45 60 1,260 35 50
5.00R 1,440 50 90 990 45 60 1,080 35 50
6.00R 1,250 50 90 810 45 60 900 85 50
M TRoughing &0 TFinishing
thHIE
Cutting Amount Rro08 | 4 2=0.02(R<0.5)
(mm) R+0.05 + g
W a=0.05(Rz0.5)
fisE X NHIEBEHZREE - Divide the cutting depth into several time paths.
Remarks X E{EFIEIM o Use cutting fluid.
M
IS ZIg%70- 170 EDEIRER
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
MTHE f7E=5 S e Fr=F EIN=FH 2R
Material Carbon Stainless Cast Aluminum Titanium Non-metal
Steels Steels Iron Alloys Alloys
Iﬂ:ﬂs”% S35C,S45C,S50C SUS304 FC,FCD Al 6061 - EEH%
Material Code Plastic
TR - - HRC<30 - HRC<30 -
Hardness
HIHIEE Ve 75m/min 40m/min 75m/min 75m/min 30m/min 75m/min
AE S F S F S F S F S F S F
Angle (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) | (mm/min) | (rpm) [ (mm/min) | (rpm) | (mm/min)| (rpm) | (mm/min)
30° 6,000 90 3,180 70 6,000 150 6,000 150 2,390 70 6,000 220
60° 6,000 120 3,180 100 6,000 200 6,000 200 2,390 100 6,000 300
Ap=0.25
M he - |
Cutting Amount Ap
(mm) T

WN =

4. D EgERERE  BENRGNIEARSINR - TKaEnE - BRLNRR - SmRE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.

EINTBSRGN - AR EHEES) & ELRIERE(F) (10~40%) © When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
A TEIAAE 5 SRMEELRER(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
. BEXMEE AN - FEAMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).




ARSI 85 7]- SIEEL- 670 (SEMR) tIHIFRMAR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
fI#£A0T Side Milling

fix 223 =f i Al N
?Slizjif Carbon Alloy Alloy Stainless
Steels Steels Steels Steels
I#Hﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304
Material Code
il HRC<20 HRC20~30 HRC30~45 -
Hardness
HIHIZEE Ve 110m/min 95m/min 75m/min 75m/min
g S F S F S F S [F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
6mm 5,840 1,060 5,040 900 3,980 710 3,980 540
8mm 4,380 1,050 3,780 840 2,990 690 2,990 530
10mm 3,500 970 3,030 780 2,390 610 2,390 480
12mm 2,920 900 2,520 760 1,990 1,120 1,990 450
16mm 2,190 810 1,890 700 1,490 980 1,490 390
Ae=0.03D~0.1D Ae Ae=0.02D~0.1D Ae Ae=0.02D~0.05D Ae
kIR L FHL L
Cutting Amount Ap Ap Ap
(mm) T T T
P s Ny
ISR SR Rt T]- IRIRER
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
IHME s
Material Non-metal
THRISR Tik#t4 Carbon Fiber IRFEM4E Glass Fiber
Material Code CFRP GFRP
= _ _
Hardness
EIHIEEEE Ve 100m/min 70m/min
XY S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3 10,610 260 7,430 180
4 7,960 290 5,570 200
5 6,370 380 4,450 270
6 5,310 440 3,710 310
8 3,980 520 2,780 360
10 3,180 610 2,230 420
12 2,650 680 1,860 480
Ap=2D Ae
tIHIE Ae=0.35D 4
Cutting Amount Ap
(mm) T
1. BINTEERHNE - 5AMEEEEES) &ELREE(F) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) and feed rate(F) (10~40%).
2. EWEEIANKR - BARRELZEE(F) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH KN - EAMRELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EgERERE  BENRNIERRSINR - TARnE - BRLNRR - FmgE

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems:-- etc. They may have to be adapted.
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SHHREBITRBMRLE] CHIN MING PRECISION TOOLS CO., LTD.
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