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About GESAC
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w . RE—RT . RS—RT BIKRUE,

g

Xiamen Golden Egret Special Alloy Co., Ltd (GESAC) was founded in 1989, and is one of the core
subsidiary corporations of the listed state—own Xiamen Tungsten Group. GESAC specializes in the
manufacture and sale of various types of tungsten powder, cemented carbide and cemented carbide
cutting tools. Today, GESAC is the world largest producer as well as exporter of tungsten powder
and tungsten carbide powder. GESAC is also among the world’ s largest manufacturers of premium
cemented carbide rod and blank, along with advanced performance cutting tools.

GESAC continually pursues excellence with through the creative talents of employees, advanced
research technologies, best in class manufacturing equipment and quality testing facilities. Driven by
quality products and superior service, the “Golden Egret” brand has become a market leader, with
GESAC products used worldwide in more than 40 countries.

The company established a national level Research and Development Center in 2008. GESAC’ s
reputation for innovation and technology has gained it the responsibility for numerous national and

provincial research projects, and awards such as “National Standard High-Tech Enterprise” ,
“Enterprise with Advanced Technology” and “Export- Oriented Enterprise.

GESAC has steadily evolved with the core values of sincerity and dependability. With a determination
to become an enterprise with first class equipment, technologies, management, quality and service, the
company is driven to innovation, technology and world class products.
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Notes of Caution

(EREEREM) RATREFERESR, HLEREMEMAZRBERUSRINEENS, EFEF=RE,ETFHRIEE=RK
Zuu%m&%ulﬂﬁtc EERAARE, BFEREA (ERFESM) , HEBRER, FILE ENE TEREBHERINMT#ITR
Bo

Optimized precautions are extremely important for the safe use of cutting tools. Operators and others personnel in the vicinity
must be protected from harm and possible injury. Read all product specifications and application recommendations carefully before
selecting the appropriate cutting tool. Read and follow the below precautions carefully when applying cutting tools. Keep this
precautionary information in a location where it can be referred to by all necessary personnel.

— BRIERMEESEH

Precautions before use

O BEREILNERAZEIA RS EREES;
Cutting tool should only be used by optimizedly trained personnel.
) ERAFRREERE. EEREMREEMT;
Store cutting tools in their protective containers in a dry place, away from humidity.
3 (ERAA~RIITHIMIAN, FRESENEXKEER, BRHERSER;
Cutting tools can throw sparks during use. Always take appropriate cautionary measures.
@ RIEBET AR N A BERIENZHHE B HESRERRY R,
Do not use cutting tools in the vicinity or near any flammable materials.
) ERARFEREFERBIFERZENRIPY, BOEERFEMIIT;
Wear eye protection when using this product. Do not come in direct contact with sharp cutting edges.
® EEAXFERE, SLEBANERBURIHHNRS, BRENAEE, EHRERLEHRMELENER FTETIRE;
Only use cutting tools in their intended direction of rotation. Do not use tools that are damaged, excessively worn, or show any sign of major
fatigue or cracking.
@ EEREFRE, F—EERIET, WIAKENEARTFRE;
Be sure that the machine / toolholder / cutting tool assembly are secure before operating machine.
8 AMRAFHEFZERMENRE, BAEEHRRREAL=RIE~RATEMBEN,
Always apply cutting tools only in the manner in which they are intended.
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—BREPHEESH

Precautions during use
@ BEN—EBRBRLIE. BHPRE. ABEHPHRE, ARNREEEAERP RS, WUHLERIENTCR;

Always wear approved protective eyewear.. Machine guards must always be in place before cutting is started.
@ PRI TRHARETI BN T Y LR34,

Never come in direct contact with cutting edges.
@ FEEMEEHNTIEMMIGSE, UEesH;

Never touch a rotating cutting tool or workpiece.
@ hnTIAFTRE BRI, WEHEELBERELMAFEMRE. ESNEE;

The workshop should be optimizedly equipped with adequate ventilation and accommodations for chip removal.
® ERBMITAHORRIGEORIESIAETIEIS&E, TIHlEEE (SFEE ) BRSUEREER ETHA,

BE YA RFITHE N ERAT R

Cutting conditions and cutting parameters should be modified as required to maintain a safe operating environment.
® MIPEPRERERIM, HLBEILIRE;

~ If abnormal or excessive vibration occurs, immediately stop the machine and cutting process.

@ EERAEFRE, BREFESEMERHIR,

Use cutting fluid optimizedly when using this product.

S HRESREHESER

Precautions after use

O BENASESFEEEMRMNIENASR (#3218 ) MMIIHE;
Never come in direct contact with the cutting tool or workpiece. They may be hot and have sharp edges.
@ mEBEMMTENDG, BHRFLENRT;
Wear approved protective gear when coming in contact with sharp edges.
@ EFBTEHIASR (TR) i, —EEXRBUBERKRS. BHLOE., RRALFEH LN,
Grinding of the product produces hazardous dust. Approved safety equipment must be worn. Take all necessary safety measures included
Optimized ventilation and disposal of grinding dust.
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GUIDELINES TO ICONS
RR AR FRR L]
Mark Description Mark Description
e 1SO #RAE | 2w
Sh/ank hé ISO Standard Shank 2 Flute Endmills
. AITiN& B 3 71871
Ll | AITIN Coating % 3 Flute Endmills
AICINZRE 4 7)%%T]
AICrN Coating 4 Flute with Variable Helix Endmills
AICISIN(R B 4 TI%ET]
.- AICrSiN Coating 7% 4 Flute Endmills
Coating — l';llo.t o
TIAIN TIAINS R ghes 2 TIEKkLET
TIAIN Coating 2 Flute Ballnose Endmills
HRENERE 4 TIBKR KT
Normal Diamond Coating 4 Flute Ballnose Endmills
BHREBENARE 5 71§71
- Ultra Fine Grain Diamond Coating 5 Flute Endmills
EL 6 T$k7]
Square End 6 Flute Endmills
/ Elfak W
R /) Corner Radius Steels
Endteeth
Type BRsk M TR
Ballnose Stainless Steels
i Bk
Chamfer TR Cast Iron
Workpiece
30° BiEh Materal kR
30° Helix Non-ferrous Materials
35° iR BREE. ®KEE
35° Helix Heat-resistant Super Alloys, Titanium Alloys
mier | () | mems R
Helix 35°38° Variable Helix High Hardened Materials
40° 42HEF
40° Helix
45° BRHER
45° Helix
%k
For Side Milling
PHEIAR
Cutting E; EiﬁSI .
Condition or Slotting
ﬂ {HRIHE
For Profile Milling
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CENMRAESERETHTENMBPER, HIFAXTRSE
HRESRRANBABASER (BE70nm) , FREFE
TGU25UF, GU20%EAEMEMESMENEREGSES

B, ARNBRTERESSMETHEESHETERBHT
B, BAHRE TERESMEHEAEE.

Based on many years’ research of material, our metallurgy
specialists have successfully developed super—fine tungsten
carbide powder down to 70 manometer. By using high quality
raw materials, we have developed cemented carbide with
both high wear resistance and high hardness features, such
as GU25UF, GU20, Which can significantly improve the

performance.
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Particle size distribution of
tungsten carbide powder

E LR S,

GESAC Tungsten Carbide Grades

GU25UF GU20R5IMES, BREHRTIEMEIHHARES,
GU25UF and GU20 are the typical grades for solid carbide tools.

GU25UF BIUALEO.4 p mEREEARER, S12%MNERESE
i, EERESNIERTELE, SN IARMNEIERR,

GU25UF is produced from 0.4micron tungsten carbide powder

with 12% cobalt powder, provides very high toughness and
wear resistance. GU25UF is the most suitable for hard cutting.

GU20Z AL FE0.8 u migib$5 AR, S10%KIEHER & £
#, BERAMEENEEME, ERTHEERMIASLRE
B0

GU20 is produced from 0.8 micron tungsten carbide powder
with 10% cobalt. GU20 is a bareline grade for general purpose
drill and Endmills.

A
§§ 7 GU25UF
o =
22 3 GU20
] $ }E
TERE
Hardness (HRA)

SENEEMBNAR—ERERE, SANRSHRNERNE, MEBEMEE TAESELXZRINHEMTHEEEN TS EHEA

HIRBHER, HFBZHATRIOTOEITIES &S,

GESAC will continue the research of cemented carbide to improve the performance of carbide rods and satisfy the requirement of high

speed and tough cutting.
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EEMRE

GESAC Coating

Coating Characteristic

N YRR S EERH BRRERRE =
Gl Microhard Coefficient M i 5 =
Coating icrohardness oefficien ax.service Characteristic
(HV0.05) Friction Temperature ( C)
BRakE, SEMEEERELE
AICrN 3200 0.35 1100 High oxidation resistance,
extremely high temperature abrasion resistance
BEmaEll, MEESIMEATIEETE
AICrSiN 3300 0.3 1100 Super-high oxidation resistance,
good balance of abrasion resistance and toughness
BEEE, RFNIEEMAIEEN
AITIN 3400 0.25 900 Super-high micro hardness, good hot hardness
and stability
BEEMEE, REFNIIE
TiAIN 3200 0.3~0.35 900 High micro hardness,high abrasion resistance,good
toughness
HEERE BEE. BRSE, BMEE
Normal Diamond 8500 - 700 High hardness,
Coating thermal conductivity and wear resistance
RELE, DR, RIFAAT,
BHRENE BEE. BRSE. BB
Ultra Fine Grain 8000 - 700 Smooth surface,good self-lubricity,good adhersion.
Diamond Coating High hardness,thermal conductivity and wear
resistance

EEPVDAKREMIE fi

Position of Main PVD Nano-structure Coating

PVDiREHERESRALR T (10nm~500nm ) , AIRKGRENEE. RIFMRAENLIERE, HETREREZRY,
PVD coating provides for superior control of coating grain size(from 10nm to 500nm), achieves excellent hardness, good oxidation

resistant, and improved reduction of the coefficient of friction.

1200
L0 O e e R ™ T
:
£E 800
w5
L
EE 600 |
42
fE 2
B2 400
200
0 2000 2500 3000 3500 4000
(HV)
Microhardness

REEESRERERERE
Microhardness and Max. Service Temperature
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& EaERBAICISIN

High Performance Coating AICrSiN

B 5EE
Characteristics and Function
o BHRNRBEHBRIETRERNERSS,
Specific coating composition assures extremely long service of the coating.
o GREMHSEEARFNMSEENE, SUFHEERZER1100C,

Nanolayer coating has excellent oxidation resistance,the oxidation temperature is 1100.

o EAMRY, USMEVHIMIEERAEN,
Productivity increase due to significantly higher cutting speed and feed for applications
in a wide range of materials. Significantly enhanced productivity.

o MEMNEMIGIHESRENE, HUbhEREN. KRN NIXBIEEFE,
Particular design of structure brings good balance between toughness, thermo-shock
stability and residual stress.

AICrSiN RE#FEMIH &
AICrSiN Coating Suggested Work Material

BREMERIR
SEM Photograph of Coating

T 4## Workpiece Material

M

1234 5 123 12 3 123 4 12 3
(<35HRC) (<32HRC)
O (@) O O (@) O (@) O O

O £i&EA Most Suitable

O iE&Suitable

BARSNARE

Ultra Fine Grain Diamond Coating

HR5IhEE

Characteristics and Function

o BAEERIARE, REEEBILE 80GPa U L,
High purity diamond coating, with hardness up to 80GPa.

o RERENE, EERHEK,
Ultra smooth and shiny surface, low coefficient friction.

o ERTIESMBNBENT, MAZE, SHEEES. MTH., WHTE, BWESE,
Suitable for finish machining nonferrous materials,such as graphite,aluminun,
carbon fiber,ceramic,etc.

REHER R
Cross-section Image

RERERIR
Surface Morphology
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AR HAFR

Endmills Index

BRAMT

e | Az | JASE NS NAZH me | KUEE 5
i . Characteristic A i Diameter
Workpiece |Code of Series Endmills Description Type Page
) of flute Range
Material
27T F 3k - ~
e 2 Flute, Stub Length UP100-SS2 | D1~D16 25
271k
g 2 Flute, Standard Length UP100-82 D1~D20 26
2T KT F 3k
e 2 Flute, Long Flute Length UFiCt=sllz || P2~[DH 8
2T KIEF
T 2 Fiute, with Long Shank Length UP100-SH2 | D2~ D20 30
Ek 37F %
Square e ——] 3 Flute, Standard Length UPTIE=8 (072 = [2E &
End : . AT F %
] 4 Flute, Standard Length UP100-54 D1~D20 82
e ATIRTIF %
4 Flute, Long Flute Length UFiET=Ells || D5=HE0 2
: AT RAFF %
H . —. ~
4 Flute, with Long Shank Length UP100-SH4 | D3~ D20 36
[ 671 F %k
UP100 A - ~
— 6 Flute, Standard Length UFiIgT=ei D5 = (032D &
¢ 271 Efask
m 2 Flute, Corner Radius UP100-R2 D1~D16 38
27) KA E A
e | 2 Flute Corner Radius, with Long Shank | UP100-RH2 | D6 ~ D16 41
8% Length ’
Corner AT AR
Radius e 4 Flute, Comer Radius UP100-R4 D2~D16 43
ATIAR B £ 3k
—— e 4 Flute Corner Radius, with Long Shank | UP100-RH4 | D6 ~D16 46
Length
%Nﬁ: 4 27”3}29: — ~
shtr . 2 Flute, Balinose UP100-B2 D0.8 ~ D20 48
For Steels, TRk 271K AREK K
Cast Iron Ballnose — e 2 Flute Ballnose,with Long Shank Length UPIED=ElR || D2 =il o
e ATIER Sk
— | 4 Flute, Ballnose UP100-B4 D2 ~ D20 51
2T1E T F %
p—————gimesl | > Flute, Stub Length UrEilo=EkR | DilDiE o
—_— 270 %
ﬂ 2 Flute, Standard Length UP210-52 D1~D20 54
271 KT Fk
o - -
2 Flute, Long Flute Length UFZig=slz || D=DilE 9
. . - 37F %
s eSS | 5Fiute, Standard Length UP210-83 | D2-D20 56
pri— LYIF DR
End —_—— 4 Flute, Stub Length UP210-SS4 | D1-D16 57
= = AT F%
ﬂ 4 Flute, Standard Length UP210-S4 D1~D20 58
= ATIRTIF 3%
UP210 R - - . -] = ~
4 Flute, Long Flute Length UFEID=Sle || 2= D20 o
m ———— ATIRIBF S _ |
4 Flute, with Long Shank Length UP210-SH4 | D3-D20 62
: 27 Efsk
ﬂ 2 Flute, Corner Radius Uiriio=e (28 D3 &8
27K E A sk
— S 2 Flute Corner Radius, with Long Shank | UP210-RH2 | D6-D16 65
8% Len;th e ’
Corner VoL
Radius I ~.."] 4 Flute, Comner Radius UP210-R4 | D3~D16 67
ATIKARE F K
— 4 Flute Corner Radius, with Long Shank | UP210-RH4 | D6-D16 69

Length

O EiE4 Most Suitable

-012 -
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Workpiece Material

1234 5 6 123 12 3 12 3 4 5 123 4 12 3
PHS % - mEns | o ‘
i, ros. | masw &l me | - ; e
agi | RSO RHOK| rem | wEwk | wos | LA ges | BAR | 4g | FEAE| Hod | AEEL| G5
(<35HRC) i (<382HRC)| 45HRC) | G512 | (Si>12%) 60HRC)
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AR HAFR

Endmills Index

BRAMT

e | Az | JASE NS NAZH me | KUEE 5
ik > Characteristic ; i Diameter
Workpiece |Code of Series Endmills Description Type Page
) of flute Range
Material
; - 2713k sk
e [—— 2 Flute, Ballnose UP210-B2 D1~ D20 71
UP210 L 271K ARER L
m N By | 2 Flute Ballnose, with Long Shank UP210-BH2 | D2~D12 73
Ballnose
length
- 47]Bkk
P | i ainose UP210-B4 | D4-D12 74
p— 37K TR
—— 3 Flute, with Variable Helix SP210-83 | D3~ D20 75
- » “ AT1F SR HE(TI Rl F )
B 4 Flute, Variable Helix with Chamfer SPil=eh =[R20 e
Square End | i | 47T RIE , SP210-S4 | D2~D20 78
SP210 4 Flute, with Variable Helix
AT IR K IR HE (T S Bl )
m pm—N | 4 Flute, Variable Helix with Chamfer and| SP210-CN4 | D3~ D20 79
with Reduced Neck
s ) ) A7) [l SK IR HE
U] e 4 Flutes Corner Radius, with Variable | SP210-R4 | D3~D16 80
Corner Radius E— Helix
AT . . 471N T F sk
UPR100 . a 4 Flute Square End, with Roughing UPR100-S4 | D6 ~ D20 82
Roughing —
Geometry
27K EFHF %
. H—— 2 Flute Square End, Miniature Sizes with UPM100- D0.8 ~ D2 83
-GN - Neck SN2
UPM100 wEMT
ﬁfature 2TIEH K UPM100-
5— 2 Flute Ballnose, Miniature Sizes with D0.8 ~ D2 84
BN2
Neck
i 271 F % _ _
2 Flute, Standard Length SH160-52 D1-D20 85
Ek e N 4] K
Square End 4 Flute, Standard Length BfIE=2% il =220 e
- ~ 671k
— 6 Flute, Standard Length SH160-86 D6~ D20 87
EE— - 271k ) SH160-R2 | D2-D12 88
SH160 — 2 Flute, Corner Radius
Bk I-ﬂ AT B F Sk
. m Corner Radius 4 Flute, Corner Radius SH160-R4 D3~D12 90
k) LT
Hardened E N . SH160-R6 D12 ~ D20 92
6 Flute, Corner Radius
Steels TR
- _— 2, ] «“
. [ 2 Flute, Ballnose SH160-B2 | D0.5~D16 93
Ballnose - 4718k Sk
— | Gainose SH160-B4 | D2-D16 04
2T KT %
- . . SHM100-
SHM100 BUNER H— i;t:(te Square End, Miniature Sizes with SN2 D0.4-D2 95
T -
[NEW] ot 2T KRk
Miniature | i | > Fiute Ballnose, Miniature Sizes with | S-M190~ | po 4 pp 97
BN2
Neck
- “ 271k
2 Flute, Standard Length US200-52 D0.5-D20 99
—_— ATVETIE %
FHR . — . 4 Flute, Stub Length US200-SS4 | D2-D20 101
Stainless uUS200 Square End VD
teel ﬂ ’ ~ — -
SISei 4 Flute, Standard Length US200-84 D1-D20 102
—— ATIRBT L US200-SN4 | D2-D20 103

4 Flute, with Reduced Neck

O EiE4 Most Suitable

-014 -
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T

Workpiece Material

1234 5 6 123 12 3 12 3 4 5 123 4 12 3
PH5 %k . EEE ;e 5
B |aamEs | RHDE | .o | REE | BESE ﬁ\i%i% BE | meg | oo | wESs | gae | amm | HEW
(<3timc)| ~48HRO) (fé{;ﬁ;@) | e (sfn:;z%) (Srta%) | (<HB200) (<HB450) | (<HB400) | (<55HRC)| ¢3Prcy
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AR HAFR

Endmills Index

BRAMT

e | Az | JASE NS NAZH me | KUEE 5
i . Characteristic A i Diameter
Workpiece |Code of Series Endmills Description Type Page
) of flute Range
Material
271 Efask
i | > Fiute, Comer Radius USED=RE || DI e
Bl sk L =Y 3TERA%
- Corner Radius 3 Flute, Corner Radius US200-R3 D2-D20 106
x - AT] B Sk
Stéa;;\é?sss Us200 M 4 Flute, Corner Radius US200-R4 D2-D20 108
ﬂ 27 Bk US200-B2 D1-D20 110
TRk 2 Flute, Ballnose
Ballnose — A7)k Sk
— | - sainose US200-B4 | D1-D20 111
, . . 271k
i il 2 Flute, Standard Length UA100-52 D1~D20 n2
2T KT FkL
) - 2 Flute, Long Flute Length Uriet=ellz || P2~E s
- ; 2T KIAEF
Tk ol 2 Flute, with Long Shank Length UA100-SH2 | D2~ D20 14
Square End | iy, | 37T
e 3 Flute, Standard Length WHiET=eR] (02~ (DD 113
f— —— 3TKITF %
e 3 Flute, Long Flute Length UA100-SL3 | D2~D20 116
e — 3T KAIBEF K
Eae — . UA100-SH3 | D2~ D20 117
Al UA100 z;l;gth Long Shank Length
Allo — - IR — -
Y S — 0 2 Flute, Corner Radius UA100-R2 D1 ~D20 118
i 2T KARE F sk
. 2 Flute Corner Radius, with Long Shank | UA100-RH2 | D6 ~ D20 121
Bl sk Length
Corner Radius | = el 37 EfAk
- 3 Flute, Corner Radius UAT00-R3 D1~D20 123
3T KAFE R
(R 3 Flute Corner Radius, with Long Shank | UA100-RH3 | D6 ~ D20 126
Length
%k > | 2THX
Ballnose ’ 2 Flute, Ballnose UA100-B2 D1~D16 128
- e 271k
L 2 Flute, Standard Length SG200552 D=2 12
Square End e BN 4T7] L
4 Flute, Standard Length 5G200-54 D2~D12 130
RE 27] Elfask
Graphite 6200 Elfsk g | Flute, Corner Radius SeERz || Pe=Diz 131
Corner Radius | == - 4TI R fask
e lDRE® | ' Fluto, Comer Radius SG200-R4 | D6-D12 132
Bk ’ “ 275k k
Ballnose . 2 Flute, Ballnose SG200-B2 D2 iz 133

O £i&& Most Suitable

-016 -
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T

Workpiece Material

1234 5 6 123 12 3 12 3 4 5 123 4 12 3
PHI% - mEns | o ‘
i, ros. | masw wE | . - ; e
agi | RSO RHOK| rem | wEwk | wos | LA ges | BAR | 4g | FEAE| Hod | AEEL| G5
(<35HRC) i (<382HRC)| 45HRC) | G512 | (Si>12%) 60HRC)
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BAMESEI SN SmA N

Solid Carbide Endmills Identification System

UP210 -

L © _

) T R3S
4 Workpiece Code of Series
UP100 & f i T %% (<35HRC)
Suitable for Steels&Cast Iron(<35HRC).
UP210 18 Fin T % %1 (<48HRC)
Suitable for Steels&Cast Iron(<48HRC).
M. Fik UPR100 i A8 A0 T & 51(<48HRC)
Steel, Cast Iron Suitable for Roughing of Steels & Cast Iron(<48HRC)
UPMA00 1% iR /48 in T & %1 (<48HRC)
Suitable for Pocket Milling of Steels & Cast Iron(<48HRC)
SP210 SR T &35(<48HRC)
Suitable for High Efficiency Machining of Steels & Cast Iron(<48HRC)
. BEMI RS (48-56HRC)
i h'TErzﬂene . SH160 Suitable for high Speed Machining of Hardened Steels ( 48-56HRC )
gMateria| SHM100 EERI T #3 (48-56HRC )
Suitable for Micro Machining of Hardened Steels ( 48-56HRC )
TEEW US200 TEWBBAMIRS
Stainless Steel Suitable for General Machining of Stainless Steel
@aa UA100 BAAAEMT 75
Aluminium Alloy Suitable for General Machining of Aluminium Alloy
hE SG200 AETERMIRTI
Graphite Suitable for High Speed Machining of Graphite.
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L ©)

| @ _

060 09

L ©) _

L © _

QTIERFEAR BTEHKE @)% ®71F @45 145
Type of Flute " No. of Flutes Diameter Code Characteristic
Square N Reduce Neck 2 0.6mm 006 Square End\
Bk H KA 3 6mm 060 Ballnose
Ballnose Long Shank a. #itcNeck Length
B L K7 4 10mm 100 b. 7J4Flute Length
Cornor Radius Long Flute 6--06 10--10
TIREIF s ‘|7
Square End, Short Flute N
with chamfer N e ElfgskCornor
= . Radius:
Blank: Standard 10.9-02 r1-10
RMNMETIR:
sl i1
affiik; bk
(*10) :

b.714¢ (*10) :

a®ifk: 1-01 10-

0.8-08 1.6-16

10

MESED-B

chamfer:
C0.03-03
C0.13-13

Square End, with
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BEBRASEIHT) | solid Carbide Endmills

BUBEN T mMRA—%

Application Summary Of Solid Carbide Endmills

e Bk BAMT ST BRI BIEMT T
ISO Material o4 General Rouahin High Efficiency | High Speed Micro
Group MC GESAC Machining ghing Machining Machining Machining
1
2 BiW. GEW
3 (<35HRC) UP100 UPR100 UPM100
4
n x| UP210 SP210
5 (35HRC—48) [NEW] (NEW
PHS &M
6 /BERERER UP100 UPR100 UPM100
(<35HRC)
1
M 2 FHR US200
3
1 IR, PRBHHK
5 (<32HRC) UP100 UPR100
m UP210 SP210
3 B A& (35-45HRC) m
1 BEREE. HEHEEE
2 (Si<12%) LAl
HEEEE
3 (Si=>12%) SA300 SA310 | SA360
m HEE
4 ( <HB200) UA100
5 RE SG200
; R
3 ( <HB450)
ST200
4 HKEE
( <HB400)
1 EREN
2 (<55HRC)
SH160 SHM100
3 R |@] m
(55-60HRC)

SA300. SA310, SA360ZFI£M (M= E

BEETIR) FRER

SA300. SA310. SA360 Series is in the Catalogs of "Aerospace Aluminium Alloy Endmills”

ST200& 5 ¥R (M=HELEATAR) FmBR
ST200 Series is in the "Aerospace Titanium Alloy Tools" Catalog
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Z519r48

Series Introdution

UP100:& f in T2t 7)

UP100 Endmills for General Purpose

OERTFLEN. HkMH ( <35HRC) WMT;
Suitable for Steels&Cast Iron(<35HRC).

QHEFMMTIOEIT, HREHREEIEIMT;
Sharp Cutting Edges Design, Meet the Cutting of Soft Material

UP210i& B in T8t 7)

UP210 Endmills for General Purpose

OBATFELIER. B4R ( <48 HRC) BIMT;
Suitable for Steels & Cast Iron(<48HRC).

QRATMEEAICIZRE MR, WER,
High Performance AICr Series Coating,
High Temperature Resistance and High Wear Resistance.

CEATMELE., K&, Md. TLESHAHRE,
Adapt to Several Kinds of Cooling Conditions,
for Example Oil Mist, Water, Oil, Air Cooling.

SP210& 3 T ék 7]

SP210 Endmills for High Efficiency Machining

DEATFELEW. HktP ( <48HRC) WERMI;

Suitable for High Efficiency Machining of Steels&cast Iron(<48 HRC) .

QA% . AEEELT, BESENRERT;
Variable Helix Angle and Differential Flute Pitch, Reduces Vibration.

OBATFAMR. ANEHEHIE (HUERMERT ) ;
Applicable to High Efficiency Machining of Large Cutting Depth (ap),
Large Cutting Width (ae) .
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BEBRASEIHT | solid Carbide Endmills

&5

Series Introdution

UPR100f80 T35t 7]

UPR100 Endmills for Roughing Application

OEATFLER. FHME ( <48HRC) HHEMT;
Suitable for Roughing of Steels & Cast Iron(<48HRC)

QBT O BEAE, AT I4RAEINEEMNT
Special Chip—Breaking Cutting Edge Design,for Roughing Applications

OERTFLEA ( <HRC48 ) MIFAEMT,
Suitable for Pocket Milling of Steels & Cast Iron(<48HRC)

Q@KIERREMTTY, EATRAMENREMT
Longer Neck Design, Prevents Collisions With
Workpiece Duringdeep Pocket Milling of Mold Rib Areas

SH160= 4N (48-56HRC) i L 3L £t 7]

SH160 Endmills for Hardened Steels(48-56HRC)

OSEE. SPEEEHER, BHRAEELT, ATEERAENMI;
High Hardness, High Toughness Matrix Materials,
Special Angle Design , Special for Hardened Steels Processing.

(2)i&Fi F48-56HRCEESRIFE I T ;
For Hardened Steels (48-56 HRC ) Finishing .

QfFEASLSRERE,
Recommended to Use Air or Oil Mist Cooling.

,

|

t UPM100%:§/ME 3R A5 0 T3 8t 70
UPM100 Endmills for Micro Machining
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Series Introdution

SHM1005 8 R/ ME iR Q&M T

SHM100 Endmills for Micro Machining of Hardened Steels

Ot ER KT =&1T, BEATHEN (48-56HRC)
HIRAERINT;

Special Angles, With Reduced Neck to Prevent Collisions,
Deep Trench Processing ;

ORFERSEIMEL A,

Recommend the Use of Air or Oil Mist Cooling

US200A454m18@ Fl 3 8t 7)

US200 Endmills for General Machining of Stainless Steel

OFATFAEN (<280HB) MERMI;
Suitable for General Machining of Stainless Steel (<280HB)

QEHETIOEIT, BRMERIET OB EE;
Special Edge Design, Effectively Solve the Crumbs
@K%, S ARERIAR,

Water Cooling, Oil Cooling is the Best Cooling Method

UA1005RAsR & €18 A L8t 7]

UA100 Endmills for General Machining of Aluminum Alloy

DEATHREE (Si<12% ) RiAAE (<200HB ) WIEAMI;
Suitable for Aluminum Alloy (Si < 12%) and Copper
Alloy (< 200HB) General Processing

QBRI NEIZT, BRBILIRSRFERITIET OB EE;
Special Edge Design, Reduces Vibration, Effectively Solve the Crumbs

@k ARIEREF
Water Cooling is the Best Cooling Method
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BEBRASEIHT | solid Carbide Endmills

&5

Series Introdution

SG200 A= T ILEE7]

SG200 Endmills for High Speed Machining of Graphitev

OHFNEGHRSENARERELES, ENEEFHREN
Y, MARIRE TIMIE;

Special Substrate with the Perfect Combination of Diamond
Coating,Superior Wear Resistance

QERTREMEEMIMBEMI, EEEASS,
suitable for semifinishing and finishing of graphite, apply for air cooling.
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W, Bk HH & K e

For Steels&Cast Iron
#RICHLAAIES%P6TT  See page 6 for guidelines to icons

UP100-SS2 <) - - £l
29158k :

2 Flute, Stub Length
I

‘ Lc
L
TS ES
Ordering code & le L g Figure No.
UP100-SS2-01002 1 2 50 4 1
UP100-SS2-02003 2 3 50 4 1
UP100-SS2-03005 3 5 50 4 1
UP100-SS2-04006 4 6 50 4 2
UP100-SS2-05008 5 8 50 6 1
UP100-SS2-06009 6 9 50 6 2
UP100-SS2-07010 7 10 60 8 1
UP100-SS2-08012 8 12 60 8 2
UP100-SS2-10015 10 15 75 10 2
UP100-SS2-12018 12 18 75 12 2
UP100-SS2-16024 16 24 100 16 2
D NE Tol
D<12 oo
D>12 e
B {Zunit (mm)
1360
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN N PHE5 & IREEEK A #HiEEAEE oA
&84 G5 em) | BEELH® T HEHY i HEEAS B
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) O O O O O O O
O £iE4 Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

. 5 @G @66

For Steels&Cast Iron
HRICIHBAIES%P6TT  See page 6 for guidelines to icons

U P1 OO—SZ Fig1 ° _ — LL#E
273k L

2 Flute, Standard Length - _ _ | ~
Fig2

L
Ordgr-i%;iode = e L g Fig: No.
UP100-S2-01003 1 3 50 4 1
UP100-S2-01505 15 5 50 4 1
UP100-S2-02006 2 6 50 4 1
UP100-S2-02506 25 6 50 4 1
UP100-S2-03009 3 9 50 4 1
UP100-S2-63009 3 9 50 6 1
UP100-S2-03509 3.5 9 50 4 1
UP100-S2-63509 3.5 9 50 6 1
UP100-S2-04011 4 1 50 4 2
UP100-S2-64011 4 11 50 6 1
UP100-S2-04511 4.5 1 50 6 1
UP100-S2-05013 5 13 50 6 1
UP100-S2-06016 6 16 50 6 2
UP100-S2-06516 6.5 16 60 8 1
UP100-S2-07020 7 20 60 8 1
UP100-S2-07520 7.5 20 60 8 1
D N Tol
1367 b=12 B0z
h D>12 Los
gﬁlfpﬁﬂ'& B fzunit (mm)
T H##4# Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
; pien o
asw  AEB IRinsw  xew smwe | AOEER Gagae | Mee
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
@ @) @) @) @) @) O @)

O &i&#A Most Suitable O &4 Suitable
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W, Bk a & K e

For Steels&Cast Iron
#RICIHAAIES ZP6TT See page 6 for guidelines to icons

U P1 OO—SZ Fig1 ° _ — LL—C’E(
273k L

2 Flute, Standard Length - _ _ l &
Fig2

L
) 87 continue
Ordgiﬁ';ode e e t € Fig: No.
UP100-S2-08020 8 20 60 8 2
UP100-S2-08523 8.5 23 75 10 1
UP100-S2-09023 9 23 75 10 1
UP100-S2-09525 9.5 25 75 10 1
UP100-S2-10025 10 25 75 10 2
UP100-S2-10526 105 26 75 12 1
UP100-S2-11028 11 28 75 12 1
UP100-S2-12030 12 30 75 12 2
UP100-S2-14034 14 34 100 14 1
UP100-S2-15036 15 36 90 16 1
UP100-S2-16036 16 36 100 16 2
UP100-S2-17040 17 40 100 20 1
UP100-S2-18040 18 40 100 18 2
UP100-S2-19040 19 40 100 20 1
UP100-S2-20045 20 45 100 20 2
D AE Tol
p<12 S
D>12 o3
136 A ffunit (mm)
b
et
T{4#t#} Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
I ‘%‘_ O A,
ol GFER Siarewm | xem smew | AREER Gagee  mee
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O O O O O O O
O BiE#& Most Suitable O i&E& Suitable
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BEBRASEIHT) | solid Carbide Endmills

. 5 @a @66

For Steels&Cast Iron
#RICIHBAIES £P6TT See page 6 for guidelines to icons

. - e===sd
UP1 OO—SLZ Fig1 L Le
2K NE L L
~
2 Flute, Long Flute Length - _ W
Fig2 Nl
‘ Lc
L
Ordleriifg%ode © le L g Figf No.
UP100-SL2-02015 2 15 75 4 1
UP100-SL2-03025 3 25 75 4 1
UP100-SL2-04030 4 30 75 4 2
UP100-SL2-05030 5 30 75 6 1
UP100-SL2-06035 6 35 75 6 2
UP100-SL2-08040 8 40 100 8 2
UP100-SL2-10045 10 45 100 10 2
UP100-SL2-12050 12 50 100 12 2
UP100-SL2-14055 14 55 100 14 2
UP100-SL2-16050 16 50 150 16 2
UP100-SL2-16060 16 60 150 16 2
UP100-SL2-18065 18 65 150 18 2
UP100-SL2-20070 20 70 150 20 2
A% Tol
b=<12 S0z
D>12 03

B {iTunit (mm)

1367
I Page
DHBEERL
Cutting Parameters
T H##4# Workpiece Material
1234 5 6 123 12 3 12 4
W A PHE#% &% 35223 = HIERE o
£ " BESHH% " MEE
&M = SERETRERN AEHEW BREBHHEK HERAE
(<35HRC) (35-48HRC) (<35HROC) (<32HROC) (35-45HRC) (Si<12%) ( <HB200)
O O (@) O O O O O

O &i&#A Most Suitable O &4 Suitable
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For Steels&Cast Iron
#RICIHBAIES #P6TT See page 6 for guidelines to icons

- o - - =
UP100-SL2 . ==
291K 7NF % :

2 Flute, Long Flute Length
]

‘ Lc
e . L
) 287 continue
iT%S B
Ordering code v le L d Figure No.
UP210-SL2-04030 4 30 75 4 2
UP210-SL2-05030 5 30 75 6 1
UP210-SL2-06035 6 35 75 6 2
UP210-SL2-08040 8 40 100 8 2
UP210-SL2-10045 10 45 100 10 2
UP210-SL2-12050 12 50 100 12 2
UP210-SL2-14055 14 55 100 14 2
UP210-SL2-16060 16 60 150 16 2
A% Tol
D<12 S0
D>12 0
-0.03
E{unit (mm)
1360
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
232 N PHE# & V37273 = BISEE Y
&4 o mmey | BRALEHM T KB SREAA HEEA (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
@) O @) O O O O O
O Bi&A Most Suitable O i&#A Suitable
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BEBRASEIHT) | solid Carbide Endmills

W, ek Hwa A& 5 e

For Steels&Cast Iron
#RICIHBAIES #P6TT See page 6 for guidelines to icons

UP100-SH2 L e 1====

27 F 3%
2 Flute, with Long Shank Length UQ _ ﬁa
Fig2

‘ Lc

L
Ord;Trifft_;iode 2 Le L g Figﬁz No.
UP100-SH2-02006 2 6 75 4 1
UP100-SH2-03009 3 9 75 4 1
UP100-SH2-63012 3 12 75 6 1
UP100-SH2-04011 4 11 75 4 2
UP100-SH2-05020 5 20 75 6 1
UP100-SH2-06016 6 16 100 6 2
UP100-SH2-06020 6 20 100 6 2
UP100-SH2-08020 8 20 75 8 2
UP100-SH2-08025 8 25 100 8 2
UP100-SH2-10030 10 30 100 10 2
UP100-SH2-12035 12 35 100 12 2
UP100-SH2-16036 16 36 150 16 2
UP100-SH2-20045 20 45 150 20 2
D AZ Tol
D<12 oo
D>12 S0

B {izunit (mm)

1361
FHIB LR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
TR A PHE#E& REE = BiSHEEE -
£ " BAEE% . AEE
AEW = SERERER W BREHH HERESE
(<35HRC) (35-48HRC) (<835HRC) (<32HRC) (35-45HRC) (Si<12%) ( <HB200)
@) @) @) @] © @) @) O

© FRIiE#A Most Suitable O 3&#& Suitable
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For Steels&Cast Iron

=L SR

#RiCIHBAIE S #P6TT See page 6 for guidelines to icons

UP100-S3

Fig1
9 ‘ Lc
7 L
37 Fk
3 Flute, Standard Length
Fig2 © e
Lc
L
TS ES
Ordering code e le L d Figure No.
UP100-S3-02006 2 6 50 4 1
UP100-S3-03009 3 9 50 4 1
UP100-S3-04011 4 1 50 4 2
UP100-S3-05013 5 13 50 6 1
UP100-S3-06016 6 16 50 6 2
UP100-S3-06516 6.5 16 60 8 1
UP100-S3-08020 8 20 60 8 2
UP100-S3-09524 9.5 24 75 10 1
UP100-S3-10025 10 25 75 10 2
UP100-S3-12030 12 30 75 12 2
UP100-S3-16036 16 36 100 16 2
UP100-S3-18040 18 40 100 18 2
UP100-S3-20045 20 45 100 20 2
UP100-S3-25050 25 50 100 25 2
D A% Tol
D<12 S0
D>12 0
-0.03
E{zunit (mm)
1360
g
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
2320 N PHE5$k & IREEER PN BIERE Y
o o mmey | BRALEHM T B SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) O ©) O (@) O O O

O £I1&& Most Suitable

O i&E#A Suitable
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BEBRASEIHT) | solid Carbide Endmills

WiE, W Hﬁ A% &

For Steels&Cast |

orleeisatastiron #RICHLAAIES%P6TT  See page 6 for guidelines to icons

UP100-S4 o - - I ot
Fig1 Le

47)F 3k L
4 Flute, Standard Length - _ @E{
Fig2

‘ Lc
L
Ord;]r-i—r%zode 2 le L g Figﬁ: No.
UP100-S4-01003 1 3 50 4 1
UP100-54-01505 15 5 50 4 1
UP100-54-02006 2 6 50 4 1
UP100-54-02508 25 8 50 4 1
UP100-54-63006 3 6 50 6 1
UP100-54-03009 3 9 50 4 1
UP100-54-63009 3 9 50 6 1
UP100-54-03511 35 11 50 4 1
UP100-84-63509 35 9 50 6 1
UP100-54-04011 4 11 50 4 2
UP100-54-64011 4 11 50 6 1
D RETol
D<12 S
D>12 S0

B {izunit (mm)

136
THSHIER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
BN N PHES &M IR - BiERESE .
&M : BEEHEY% . AEE
A& = SRR TN REBHH HERESE
(<35HRC) (35-48HRC) (<835HRC) (<32HRC) (35-45HRC) (Si<12%) ( <HB200)
@) O (@) O @) @) @) @)

O BiEA Most Suitable O i&& Suitable
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For Steels&Cast Iron
#RICIHBAIES #P6TT See page 6 for guidelines to icons
UP100-S4 o - L =
Fig1 ‘ Lo

47)F 3k L
4 Flute, Standard Length - _ @E{
Fig2

) ZEET continue -

Ord;]r-i—r%?code 2 le L g Figi-f No.
UP100-54-04511 45 11 50 6 1
UP100-54-05008 5 8 50 6 1
UP100-54-05013 5 13 50 6 1
UP100-54-05513 55 13 50 6 1
UP100-54-06016 6 16 50 6 2
UP100-54-06516 65 16 60 8 1
UP100-84-07020 7 20 60 8 1
UP100-84-07520 75 20 60 8 1
UP100-54-08020 8 20 60 8 2
UP100-54-08523 8.5 23 75 10 1
UP100-54-09023 9 23 75 10 1

~E Tol
D<12 S
D>12 S0
B {izunit (mm)
1367
MBI
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
i3] N PHE#%ZE & RSB A BERE o
ey o ahe) | DEEASE R kB GREME  wemas (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) @] ©) O O O @] O
O £i&EA Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

W, ek

For Steels&Cast Iron

= SR

#RICIHBAIES #P6TT See page 6 for guidelines to icons

B = =

UP100-S4 o [ o3
Fig1 Le
L
kY S
47)F %
4 Flute, Standard Length - | A
Fig2
‘ Lc
L
) 87 continue
iTHS ES
Ordering code R le L d Figure No.
UP100-S4-09525 9.5 25 75 10 1
UP100-S4-10025 10 25 75 10 2
UP100-S4-11028 11 28 75 12 1
UP100-S4-12030 12 30 75 12 2
UP100-S4-13032 13 32 90 14 1
UP100-S4-14034 14 34 100 14 2
UP100-S4-15036 15 36 90 16 1
UP100-S4-16036 16 36 100 16 2
UP100-S4-17038 17 38 100 18 1
UP100-S4-18038 18 38 100 18 2
UP100-S4-20045 20 45 100 20 2
D 2% Tol
D<12 S
D>12 9
-0.03
B {izunit (mm)
136
TIHISEER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
BN N PHES &M R N REREE N
A& oy | BRELEHM AR sk Ghems  wamae | FE2
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O @) @) @] O O O @]
O BiEA Most Suitable O i&& Suitable
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For Steels&Cast Iron

= SR

#RICIHBAIES #P6TT See page 6 for guidelines to icons

i

UP100-SL4 k - Esss
— Fig1 ‘ Lc
L
iz 3
471K 7 3%
4 Flute, Long Flute Length Ut, _ M
Fig2
. Lc
L
iTH%S Es
Ordering code R le L d Figure No.
UP100-SL4-04030 4 30 75 4 2
UP100-SL4-05030 5 30 75 6 1
UP100-SL4-06030 6 30 100 6 2
UP100-SL4-06035 6 35 75 6 2
UP100-SL4-08040 8 40 100 8 2
UP100-SL4-10045 10 45 100 10 2
UP100-SL4-12040 12 40 150 12 2
UP100-SL4-12050 12 50 100 12 2
UP100-SL4-16050 16 50 150 16 2
UP100-SL4-16060 16 60 150 16 2
UP100-SL4-20070 20 70 150 20 2
A% Tol
D<12 oo
D>12 0
-0.03
B firunit (mm)
1367
HIS LR
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
W ~ PHE R & XEES N BIBEE oA
&0 o mmey | BRALEHM FER HBHK SRERA HEEas (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O @) O © O @) O

O £I1&& Most Suitable

O i&E#A Suitable
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BEBRASEIHT) | solid Carbide Endmills

WiE, W EEEEEBEE%%[%

For Steels&Cast Iron
#RICIHBAIES #P6TT See page 6 for guidelines to icons

UP100-SH4 L T

“WIR S RZER
4 Flute, with Long Shank Length U¢ - - @g
Fig2

L
iTRS ES
Ordering code 2 le L g Figure No.
UP100-SH4-03009 3 9 75 4 1
UP100-SH4-63012 3 12 75 6 1
UP100-SH4-04011 4 11 75 4 2
UP100-SH4-64015 4 15 75 6 1
UP100-SH4-05020 5 20 75 6 1
UP100-SH4-06016 6 16 100 6 2
UP100-SH4-06020 6 20 75 6 2
UP100-SH4-08020 8 20 75 8 2
UP100-SH4-08025 8 25 100 8 2
UP100-SH4-10030 10 30 100 10 2
UP100-SH4-10035 10 35 150 10 2
UP100-SH4-12035 12 35 100 12 2
UP100-SH4-16036 16 36 150 16 2
UP100-SH4-20045 20 45 150 20 2
A% Tol
D<12 S0
D>12 0
-0.03
E{zunit (mm)
136
g
TIHISEER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
22 N PHE# & /37273 N BiERAE oA
o oy | BRELEHM e B Kl HiEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O @) O @) O O O
O &EH Most Suitable O E& Suitable
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For Steels&Cast Iron

= SR

#RICIHBAIES #P6TT See page 6 for guidelines to icons

UP100-S6 ° - 1S j
- Fig1 *
Lc
671 3% 1
6 Flute, Standard Length —
‘ Lc
L
iTRS ES
Ordering code 2 le L g Figure No.
UP100-S6-06015 6 15 50 6 2
UP100-S6-08020 8 20 60 8 2
UP100-S6-10025 10 25 75 10 2
UP100-S6-12030 12 30 75 12 2
UP100-S6-16036 16 36 100 16 2
UP100-S6-20045 20 45 100 20 2
D A% Tol
D<12 oo
D>12 S0
B {izunit (mm)
1360
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
2320 N PHE# &K IREEER PN BIERE A
&4 o ahe) | DEEASE TR HBHS SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) O O O O O O O
O £iE#A Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

W, Hwa ¢ L

For Steels&Cast Iron
#RICIHBAIES #P6TT See page 6 for guidelines to icons

UP100-R2 e - k@ﬁ
27 B ik :

2 Flute, Corner Radius

Fig2 - — )7 \\S— (=)
Lc
L
iTRS ES
Ordering code 2 le r L g Figure No.
UP100-R2-01001 1 3 0.1 50 4 1
UP100-R2-02002 2 6 0.2 50 4 1
UP100-R2-03002 3 9 0.2 50 4 1
UP100-R2-63002 3 9 0.2 50 6 1
UP100-R2-03003 3 9 0.3 50 4 1
UP100-R2-63003 3 9 0.3 50 6 1
UP100-R2-03005 3 9 0.5 50 4 1
UP100-R2-63005 3 9 0.5 50 6 1
UP100-R2-04002 4 11 0.2 50 4 2
UP100-R2-64002 4 11 0.2 50 6 1
UP100-R2-64003 4 11 0.3 50 6 1
UP100-R2-64005 4 11 0.5 50 6 1
UP100-R2-04003 4 11 0.3 50 4 2
UP100-R2-04005 4 11 0.5 50 4 2
N Tol
D<12 oo
D>12 303
B fzunit (mm)
1361
ISR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
2] N PHE$#EM IREEE N BiERAE = A
A& oy | BRELEHM AR sk GREME | wmemaz | M0%
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(© O @) O @) O O O
O &EH Most Suitable O E& Suitable
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For Steels&Cast Iron

==l [ S N

#RICHAAIES%P6TT  See page 6 for guidelines to icons

<
UP100-R2 ) — =
Fig1 Le
N L
271 [ ik (
2 Flute, Corner Radius
Fig2 - N -
2 NN
Lc
) E87 continue L
155 ES
Ordering code = le r L g Figure No.
UP100-R2-04010 4 11 1 50 4 2
UP100-R2-05002 5 13 0.2 50 6 1
UP100-R2-05003 5 13 0.3 50 6 1
UP100-R2-05005 5 13 0.5 50 6 1
UP100-R2-05010 5 13 1 50 6 1
UP100-R2-05015 5 13 1.5 50 6 1
UP100-R2-06005 6 16 0.5 50 6 2
UP100-R2-06010 6 16 1 50 6 2
UP100-R2-06015 6 16 15 50 6 2
UP100-R2-06020 6 16 2 50 6 2
UP100-R2-08003 8 20 0.3 60 8 2
UP100-R2-08005 8 20 0.5 60 8 2
UP100-R2-08010 8 20 1 60 8 2
UP100-R2-08015 8 20 1.5 60 8 2
N Tol
D<12 B2
D>12 B0
B {unit (mm)
1360
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN N PHE5$k & IREEER = BIERE = A
o o mmey | BRALEHM T B SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) @] © O O O @) O

O £i&EA Most Suitable O i&& Suitable

-039 -



BEBRASEIHT) | solid Carbide Endmills

W, Hwa ¢ L

For Steels&Cast Iron
#RICIHBAIES #P6TT See page 6 for guidelines to icons

1N

UP100-R2 o e
271k :

2 Flute, Corner Radius

2 I N~
D N
Lc
) 487 continue L
TS ES
Ordering code 2 e r L d Figure No.
UP100-R2-08020 8 20 2 60 8 2
UP100-R2-10003 10 25 0.3 75 10 2
UP100-R2-10005 10 25 0.5 75 10 2
UP100-R2-10010 10 25 1 75 10 2
UP100-R2-10015 10 25 1.5 75 10 2
UP100-R2-10020 10 25 2 75 10 2
UP100-R2-10030 10 25 3 75 10 2
UP100-R2-12005 12 30 0.5 75 12 2
UP100-R2-12010 12 30 1 75 12 2
UP100-R2-12015 12 30 1.5 75 12 2
UP100-R2-12020 12 30 2 75 12 2
UP100-R2-12030 12 30 3 75 12 2
UP100-R2-16010 16 36 1 100 16 2
UP100-R2-16020 16 36 2 100 16 2
UP100-R2-16030 16 36 3 100 16 2
A% Tol
D<12 S
D>12 0
-0.03
v 1367 E{zunit (mm)
ISR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
2] N PHE$#EM /37273 N BiERAE oA
A& oy | BRELEHM AR sk GREME | wmemaz | M0%
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(© O @) O @) O O O
© FRIiE#A Most Suitable O 3&#& Suitable
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For Steels&Cast Iron

==l [ S N

#RICHAAIES%P6TT  See page 6 for guidelines to icons

UP100-RH2

Fig1
L
S|
274 H B fy 3k (
2 Flute Corner Radius, with Long
Shank Length Fig2 U¢ - - ﬁfo
‘ . lc
L
TS B &
Ordering code = le r L g Figure No.
UP100-RH2-06005 6 15 0.5 75 6 2
UP100-RH2-06010 6 15 1 75 6 2
UP100-RH2-06015 6 15 1.5 75 6 2
UP100-RH2-08005 8 20 0.5 100 8 2
UP100-RH2-08010 8 20 1 100 8 2
UP100-RH2-08015 8 20 1.5 100 8 2
UP100-RH2-10005 10 25 0.5 100 10 2
UP100-RH2-10010 10 25 1 100 10 2
UP100-RH2-10015 10 25 15 100 10 2
NE Tol
D<12 B
D>12 03
B {izunit (mm)
1360
PIMBEER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
i3] N PHE#%ZE & RSB A BERE - A
&4 o ahe) | DEEASE TR HBHS SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) @] ©) O O O @] O

O £I1&& Most Suitable

O i&E#A Suitable
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BEBRASEIHT) | solid Carbide Endmills
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For Steels&Cast Iron
HRICHBAIESEP6TT  See page 6 for guidelines to icons

UP100-RH2 L e

L
N
271 E sk .
2 Flute Corner Radius, with Long )
Shank Length Fig2 Ut _ _ N,Dt
. ‘ . lc
) 87 continue
e Es
Ordering code D Le 7 L d Figure No.
UP100-RH2-10020 10 25 2 100 10 2
UP100-RH2-12005 12 30 0.5 100 12 2
UP100-RH2-12010 12 30 1 100 12 2
UP100-RH2-12015 12 30 1.5 100 12 2
UP100-RH2-12020 12 30 2 100 12 2
UP100-RH2-16005 16 36 0.5 150 16 2
UP100-RH2-16010 16 36 1 150 16 2
UP100-RH2-16015 16 36 1.5 150 16 2
UP100-RH2-16020 16 36 2 150 16 2
D AE Tol
D<12 So2
D>12 S0
B fizunit (mm)
136
g
ISR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
22 A PHE# & /37273 = BiSHEEE =D
e oy | BRELEHM FHER B ol HiEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O @) @] O O O @]
O £iE& Most Suitable O 3E#A Suitable
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For Steels&Cast Iron
#RICIHBAIE S £P6TT See page 6 for guidelines to icons

UP100-R4 o - [==f

=]

A7) Bl 3k - .

4 Flute, Corner Radius
Fig2 © — R
Lc
L
N ==
Ordgjr-ilfgiode D Le 0 L d Fig: No.
UP100-R4-02002 2 6 0.2 50 4 1
UP100-R4-03002 3 9 0.2 50 4 1
UP100-R4-03003 3 9 0.3 50 4 1
UP100-R4-03005 3 9 0.5 50 4 1
UP100-R4-04002 4 11 0.2 50 4 2
UP100-R4-04003 4 11 0.3 50 4 2
UP100-R4-04005 4 1 0.5 50 4 2
UP100-R4-04010 4 11 1 50 4 2
UP100-R4-05002 5 13 0.2 50 6 1
UP100-R4-05005 5 13 0.5 50 6 1
UP100-R4-05010 5 13 1 50 6 1
UP100-R4-05015 5 13 15 50 6 1
UP100-R4-06005 6 16 0.5 50 6 2
D AZE Tol
D<12 oo
D>12 o3

B {zunit (mm)

1360
I Page.
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN PHE#%ZE & RSB = BERE = A
o o mmey | BRALEHM T B SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O © O O O @) O
O £i&EA Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills
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For Steels&Cast Iron
#RICIHBAIES £P6TT See page 6 for guidelines to icons

|
I

UP100-R4 _— - 1 o
47 Bl f 3k L :

4 Flute, Corner Radius
Figz © — R
Lc
L
) 87 continue

Ordgfgiode D Le 7 L d Fig: No
UP100-R4-06010 6 16 1 50 6 2
UP100-R4-06015 6 16 1.5 50 6 2
UP100-R4-08003 8 20 0.3 60 8 2
UP100-R4-08005 8 20 0.5 60 8 2
UP100-R4-08010 8 20 1 60 8 2
UP100-R4-08015 8 20 1.5 60 8 2
UP100-R4-08020 8 20 2 60 8 2
UP100-R4-10003 10 25 0.3 75 10 2
UP100-R4-10005 10 25 0.5 75 10 2
UP100-R4-10010 10 25 1 75 10 2
UP100-R4-10015 10 25 1.5 75 10 2
UP100-R4-10020 10 25 2 75 10 2

~E Tol
D<12 Lo
D>12 o3

B {iTunit (mm)

1361
FHIB LR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
TR A PHE#E& REE = BiSHEEE -
£ " BAEE% . AEE
EEW = SERERER W BREHH HERESE
(<35HRC) (35-48HRC) (<835HRC) (<32HRC) (35-45HRC) (Si<12%) ( <HB200)
@) @) © @) © @) @) O

© FRIiE#A Most Suitable O 3&#& Suitable
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For Steels&Cast Iron
#RiCIHBAIE S #P6TT See page 6 for guidelines to icons

UP100-R4 R E——
47 Ef L L :

4 Flute, Corner Radius
Fig2 © - 2
Lc
L
) 287 continue
NI =
Ord;]r-i—r%zode D Le 7 L d Fig: No.
UP100-R4-10025 10 25 2.5 75 10 2
UP100-R4-10030 10 25 3 75 10 2
UP100-R4-12005 12 30 0.5 75 12 2
UP100-R4-12010 12 30 1 75 12 2
UP100-R4-12015 12 30 1.5 75 12 2
UP100-R4-12020 12 30 2 75 12 2
UP100-R4-12025 12 30 25 75 12 2
UP100-R4-12030 12 30 3 75 12 2
UP100-R4-16005 16 36 0.5 100 16 2
UP100-R4-16010 16 36 1 100 16 2
UP100-R4-16020 16 36 2 100 16 2
UP100-R4-16030 16 36 3 100 16 2
D 2% Tol
D<12 oo
D>12 S0

B firunit (mm)

1360
T
MBI
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN PHE#%ZE & RSB = BERE = A
o o mmey | BRALEHM T B SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O © O O O @) O
O £i&EA Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

WiE, W E@Hﬂhﬂ' T+ 5

For Steels&Cast Iron
#RICIHBAIES £P6TT See page 6 for guidelines to icons

] —
UP100—RH4 Fig1 |- Lc.
L
471K E 3
4 Flute Corner Radius, with Long _Oi — @é{
Shank Length Fig2 1
‘ Lc
L
Ordgfgiode = le J L g Figﬁ: No.
UP100-RH4-06005 6 15 0.5 75 6 2
UP100-RH4-06010 6 15 1 75 6 2
UP100-RH4-08005 8 20 0.5 100 8 2
UP100-RH4-08010 8 20 1 100 8 2
UP100-RH4-08015 8 20 15 100 8 2
UP100-RH4-08020 8 20 2 100 8 2
UP100-RH4-10005 10 25 05 100 10 2
UP100-RH4-10010 10 25 1 100 10 2
UP100-RH4-10015 10 25 15 100 10 2
UP100-RH4-10020 10 25 2 100 10 2
N Tol
D<12 oo
D>12 03

B {zunit (mm)

136
N
THSHIER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
BN N PHES &M IR - BiERESE .
&M : BEEHEY% . AEE
A& = SRR TN REBHH HERESE
(<35HRC) (35-48HRC) (<835HRC) (<32HRC) (35-45HRC) (Si<12%) ( <HB200)
@) O (@) O @) @) @) @)

O BiEA Most Suitable O i&& Suitable
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For Steels&Cast Iron
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#RICIHBAIE S £P6TT See page 6 for guidelines to icons

~

UP100—RH4 Fig1 |- Lc.
L
S|
A7) WE M
4 Flute Corner Radius, with Long U: — — &7 g
Shank Length Fig2 1
‘ Lc
L
) 287 continue
TS ES
Ordering code D le r L g Figure No.
UP100-RH4-12005 12 30 0.5 100 12 2
UP100-RH4-12010 12 30 1 100 12 2
UP100-RH4-12015 12 30 1.5 100 12 2
UP100-RH4-12020 12 30 2 100 12 2
UP100-RH4-12030 12 30 3 100 12 2
UP100-RH4-16005 16 36 0.5 150 16 2
UP100-RH4-16010 16 36 1 150 16 2
UP100-RH4-16015 16 36 15 150 16 2
UP100-RH4-16020 16 36 2 150 16 2
UP100-RH4-16030 16 36 3 150 16 2
A#E Tol
D<12 oo
D>12 o3
B {unit (mm)
1360
YIEISHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
B9 N PHE#%ZE & R =a BIERE Y
&4 o ahe) | DEEASE TR HBHS SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) @] ©) O O O @) O
O £i&EA Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills
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For Steels&Cast Iron
HRICHBAIES%P6TT  See page 6 for guidelines to icons

UP100-B2 o - I
2713k o

2 Flute, Ballnose
Fig2 © — — —
. ‘ Lc
Ordgr:i%;iode 2 R e L g Figﬁz No.
UP100-B2-00801 0.8 0.4 1.6 50 4 1
UP100-B2-00901 0.9 0.45 1.8 50 4 1
UP100-B2-01002 1 0.5 2 50 4 1
UP100-B2-01503 1.5 0.75 3 50 4 1
UP100-B2-02004 2 1 4 50 4 1
UP100-B2-02505 2.5 1.25 5 50 4 1
UP100-B2-03006 3 1.5 6 50 4 1
UP100-B2-63006 3 1.5 6 50 6 1
UP100-B2-63508 35 1.75 8 50 6 1
UP100-B2-04008 4 2 8 50 4 2
UP100-B2-64008 4 2 8 50 6 1
UP100-B2-05010 5 25 10 50 6 1
R N Tol
R<3 +0.015
R=3 +0.020

B {zunit (mm)

136
THSHIER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
BN N PHES &M IR - BiERESE .
&M : BEEHEY% . AEE
A& = SRR TN REBHH HERESE
(<35HRC) (35-48HRC) (<835HRC) (<32HRC) (35-45HRC) (Si<12%) ( <HB200)
@) O (@) O @) @) @) @)

O BiEA Most Suitable O i&& Suitable
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For Steels&Cast Iron

Blle )¢ o

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

Q\
UP100-B2 °
- Fig1
L ‘ Lc
S|
273k % <
2 Flute, Ballnose
Fig2 o -
Lc
L * "
) 287 continue
iTRS ES
Ordering code D ® le L g Figure No.
UP100-B2-06012 6 3 12 50 6 2
UP100-B2-07014 7 3.5 14 60 8 1
UP100-B2-08014 8 4 14 60 8 2
UP100-B2-09016 9 4.5 16 75 10 1
UP100-B2-10018 10 5 18 75 10 2
UP100-B2-11020 11 5.5 20 75 12 1
UP100-B2-12022 12 6 22 75 12 2
UP100-B2-13026 13 6.5 26 90 16 1
UP100-B2-14026 14 7 26 90 16 1
UP100-B2-15030 15 7.5 30 90 16 1
UP100-B2-16030 16 8 30 100 16 2
UP100-B2-20038 20 10 38 100 20 2
NE Tol
+0.015
+0.020
B {unit (mm)
1360
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
2320 N PHE5$k & IREEER PN BIERE Y
&4 o ahe) | DEEASE TR HBHS SRERA HEEAS (e
(<35HRC) (<835HRC) (<32HRC) (Si<12%)
(@) O ©) O (@) O O O

O £I1&& Most Suitable

O i&E#A Suitable
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BEBRASEIHT) | solid Carbide Endmills
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For Steels&Cast Iron
#RICIHBAIES £P6TT See page 6 for guidelines to icons

UP100-BH2 il
271 WmEk %

2 Flute Ballnose, with Long

<
Shank Length Fig2 Ut _ _ &{

‘ Lc
L
Ordgfg;ode = ® le L g Figﬁz No.

UP100-BH2-02004 2 1 4 75 4 1
UP100-BH2-03006 3 15 6 75 4 1
UP100-BH2-04008 4 2 8 75 4 2
UP100-BH2-05010 5 25 10 75 6 1
UP100-BH2-06012 6 3 12 100 6 2
UP100-BH2-08016 8 4 16 100 8 2
UP100-BH2-10020 10 5 20 150 10 2
UP100-BH2-12024 12 6 24 150 12 2

R AZE Tol

R<3 +0.015

R=3 +0.020

B {izunit (mm)

1361
FHIB LR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
TR A PHE#E& REE = BiSHEEE o
£ " BAEE% . AEE
AEW = SERERER W BREHH HERESE
(<35HRC) (35-48HRC) (<835HRC) (<32HRC) (35-45HRC) (Si<12%) ( <HB200)
@) @] @) @] O O O @]

O £iE& Most Suitable O 3E#A Suitable
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For Steels&Cast Iron
#RICIHBAIE S £P6TT See page 6 for guidelines to icons

UP100-B4 . ——LT

ATITR 3k s

4 Flute, Ballnose oo o — |
L Lc

TS ES
Ordering code D ® le L g Figure No.
UP100-B4-02004 2 1.0 4 50 4 1
UP100-B4-02505 25 1.25 5 50 4 1
UP100-B4-03006 3 1.5 6 50 4 1
UP100-B4-63006 3} 1.5 6 50 6 1
UP100-B4-04008 4 2 8 50 4 2
UP100-B4-64008 4 2 8 50 6 1
UP100-B4-05010 5 25 10 50 6 1
UP100-B4-06012 6 3.0 12 50 6 2
R A% Tol
R<3 +0.015
R=3 +0.020
B {unit (mm)
1360
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN N PHE5$k & IREEER = BIERE oA
&4 o ahe) | DEEASE e T RBHH% SRERA HEEa e (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
@) O ©) O (@) O O O
O RIEA Most Suitable O iEA Suitable
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BEBRASEIHT) | solid Carbide Endmills
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For Steels&Cast Iron

=S

HRICHBAIESEP6TT  See page 6 for guidelines to icons

(}
o
UP1 OO_B4 Fig1 L Lc
$ <
473k
4 Flute, Ballnose © I
Fig2
L Lc
) 87 continue
iTRS ES
Ordering code 2 R e L g Figure No.
UP100-B4-07014 7 35 14 60 8 1
UP100-B4-08014 8 4.0 14 60 8 2
UP100-B4-09016 9 4.5 16 75 10 1
UP100-B4-10018 10 5.0 18 75 10 2
UP100-B4-11020 11 55 20 75 12 1
UP100-B4-12022 12 6.0 22 75 12 2
UP100-B4-14024 14 7.0 24 75 14 2
UP100-B4-16030 16 8.0 30 100 16 2
UP100-B4-20038 20 10.0 38 100 20 2
R 2% Tol
R<3 +0.015
R=3 +0.020
B fzunit (mm)
136
ISR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
22 N PHE$#EM /37273 N BiERAE = A
o oy | BRELEHM e KBS ol HEEEE (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O O O @) O O O

O fRiE#& Most Suitable

-052 -

O i&E#& Suitable
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For Steels&Cast Iron
#RICHLAAIES%P6TT  See page 6 for guidelines to icons

UP210-SS2 7l - - =l
29158k :

2 Flute, Stub Length
R T

‘ Lc
L
TS ES
Ordering code & le L g Figure No.
UP210-SS2-01002 1 2 50 4 1
UP210-SS2-02003 2 3 50 4 1
UP210-SS2-03005 3 5 50 4 1
UP210-SS2-04006 4 6 50 4 2
UP210-SS2-05008 5 8 50 6 1
UP210-SS2-06009 6 9 50 6 2
UP210-SS2-07010 7 10 60 8 1
UP210-SS2-08012 8 12 60 8 2
UP210-SS2-10015 10 15 75 10 2
UP210-SS2-12018 12 18 75 12 2
UP210-SS2-16024 16 24 100 16 2
D 2% Tol
D<12 oo
D>12 Bos
B {zunit (mm)
139
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN N PHE5 & IREEEK A #HiEEAEE oA
&84 G5 em) | BEELH® T HEHY i HEEAS B
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) O O O O O O O
O £iE4 Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills
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For Steels&Cast Iron
#RICIHBAIE S #P6TT See page 6 for guidelines to icons

[
ol

UP210—SZ m Fig1 Ut o 7

2713
2 Flute, Standard Length o _ ?&g
Fig2 A

L ||
TS ES
Ordering code & e L g Figure No.
UP210-S2-01003 1 3 50 4 1
UP210-S2-01504 15 4 50 4 1
UP210-S2-02006 2 6 50 4 1
UP210-S2-02508 25 8 50 4 1
UP210-S2-03009 3 9 50 4 1
UP210-S2-63009 3 9 50 6 1
UP210-S2-04011 4 11 50 4 2
UP210-S2-64011 4 11 50 6 1
UP210-S2-05013 5 13 50 6 1
UP210-S2-06016 6 16 50 6 2
UP210-S2-08020 8 20 60 8 2
UP210-S2-10025 10 25 75 10 2
UP210-S2-12030 12 30 75 12 2
UP210-S2-16036 16 36 100 16 2
UP210-S2-20045 20 45 100 20 2
A% Tol
0
D=<12 _0.02
0
D>12 ~0.03
139 A {iTunit (mm)
ISR
Cutling Parameters
T4#t# Workpiece Material
1234 5 6 123 12 3
P aam PHE %=1k IR =Eae
AW (35T48HRC) SRR TEEW HKEBHH ( SLTBIXSO)
(<35HRC) (<35HRC) (<32HRC)
© @) @) O O ©

O £i&#A Most Suitable O &4 Suitable
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For Steels&Cast Iron
#RICHLAAIES%P6TT  See page 6 for guidelines to icons

- o - - =
UP210-SL2 . ==
271K 71 F 3 :

2 Flute, Long Flute Length
R T

‘ Lc
L
TS ES
Ordering code & le L g Figure No.
UP210-SL2-04030 4 30 75 4 2
UP210-SL2-05030 5 30 75 6 1
UP210-SL2-06035 6 35 75 6 2
UP210-SL2-08040 8 40 100 8 2
UP210-SL2-10045 10 45 100 10 2
UP210-SL2-12050 12 50 100 12 2
UP210-SL2-14055 14 55 100 14 2
UP210-SL2-16060 16 60 150 16 2
D 2% Tol
D<12 oo
D>12 B0
B {Zunit (mm)
139
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN N PHE5 & IREEEK A #HiEEAEE oA
&84 G5 em) | BEELH® T HEHY i HEEAS B
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(@) O O O O O O O
O £iE4 Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

HEE, H@@@Eﬁ[}@ﬁﬂﬂ

For Steels&Cast Iron
tRICIERAIES%£P6TT  See page 6 for guidelines to icons

UP210-S3 &m w - st
I
9 ‘ Lc
Ky 20 L
37 Fk
3 Flute, Standard Length
Fig2 © - 2
Lc
L
iTHRS Es
Ordering code D le L g Figure No.
UP210-S3-02006 2 6 50 4 1
UP210-S3-03009 3 9 50 4 1
UP210-S3-04011 4 11 50 4 2
UP210-S3-05013 5 13 50 6 1
UP210-S3-06016 6 16 50 6 2
UP210-S3-08020 8 20 60 8 2
UP210-S3-10025 10 25 75 10 2
UP210-S3-12030 12 30 75 12 2
UP210-S3-16036 16 36 100 16 2
UP210-S3-20045 20 45 100 20 2
D A% Tol
0
D<12 ~0.02
D>12 Sos
B {zunit (mm)
139
g
ISR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3
RN aam PHE$ &K /37273 ==aa
AER (35-48HRC) DRGRHN AER BREBHH% ( =HB450)
(<35HRC) (<35HRC) (<32HRC)
@) O O O @ O
O &EH Most Suitable O E& Suitable
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For Steels&Cast Iron
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#RICIHBAIE S £P6TT See page 6 for guidelines to icons

UP210-SS4 wm

471587 F %

4 Flute, Stub Length

Fig2

Ord;riﬁgzode © le L g Figf’: No.
UP210-SS4-01002 1 2 50 4 1
UP210-SS4-02003 2 3 50 4 1
UP210-SS4-03005 3 5 50 4 1
UP210-SS4-04006 4 6 50 4 2
UP210-SS4-05008 5 8 50 6 1
UP210-SS4-06009 6 9 50 6 2
UP210-SS4-07010 7 10 60 8 1
UP210-SS4-08012 8 12 60 8 2
UP210-SS4-10015 10 15 75 10 2
UP210-SS4-12018 12 18 75 12 2
UP210-SS4-16024 16 24 100 16 2

NE Tol
D<12 oo
D>12 o3
B {unit (mm)
139
T {4#4# Workpiece Material
P M K
1234 5 6 123 12 3 12 3
ot aem i S i Basms R HER

(<35HRC) (35-48HRC) (Z35HRC) (Z32HRC) (35-45HRC) (<55HRC) (55-60HRC)

O O @) O O O O O

O fiE& Most Suitable O iE#A Suitable

-057 -



BEBRASEIHT) | solid Carbide Endmills

MEE, W H@a ¢ |25

For Steels&Cast Iron
#RICIERAIE S ZP6TT  See page 6 for guidelines to icons

UP210-S4 twn ° § I
— Fig1 Lc
L
N
47)F 3% —
4 Flute, Standard Length © - *‘31
Fig2
‘ Lc
L . -
T8RS BES
Ordering code e Le L d Figure No.
UP210-S4-01003 1 3 50 4 1
UP210-S4-01505 15 5 50 4 1
UP210-S4-02006 2 6 50 4 1
UP210-S4-02508 25 8 50 4 1
UP210-54-03009 3 9 50 4 1
UP210-S4-63009 3 9 50 6 1
UP210-54-03511 35 11 50 4 1
UP210-S4-04011 4 11 50 4 2
UP210-S4-64011 4 11 50 6 1
UP210-S4-05008 5 8 50 6 1
UP210-54-05013 5 13 50 6 1
D NE Tol
D<12 oo
D>12 Bos
B fzunit (mm)
1397
ISR
Cutling Parameters
T4## Workpiece Material
1234 5 6 123 12 3 12 3
A aem PHS SR Feika Basws R HER
i (35-48HRC) BRETGER THR HREBHHR (35_45HRC) (<55HRC) (55-60HRC)
(<835HRC) (<35HRC) (<32HRC)
@] O @) O @) @] O O

O £i&#A Most Suitable O &4 Suitable

- 058 -




B,

HEx

For Steels&Cast Iron

-SRI

#RICHAAIES%P6TT  See page 6 for guidelines to icons

UP210-S4 ° L3
Fig1 ‘ Le
L = 7
iz 3
47)F 3% —
4 Flute, Standard Length © @*Dl
Fig2
‘ Lc
L . -
) ZEET continue
TS BES
Ordering code o le L d Figure No.
UP210-S4-06016 6 16 50 6 2
UP210-S4-06516 6.5 16 60 8 1
UP210-S4-08020 8 20 60 8 2
UP210-S4-08523 8.5 23 75 10 1
UP210-54-09023 9 23 75 10 1
UP210-S4-10025 10 25 75 10 2
UP210-54-12030 12 30 75 12 2
UP210-S4-14034 14 34 100 14 2
UP210-S4-16036 16 36 100 16 2
UP210-S4-16040 16 40 100 16 2
UP210-54-20045 20 45 100 20 2
AZE Tol
D<12 oo
D>12 Bos
B {zunit (mm)
1397
PIM B8
Cutting Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 3
P aem PHSSRIE e Baswn BT R
ki (35-48HRC) BRAETFER TN HREBHX (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)
(@) @) O O O @] O @]

O &i&A Most Suitable

O iE#& Suitable

-059 -



BEBRASEIHT) | solid Carbide Endmills

Wi, o H@a "

For Steels&Cast Iron
#RICIHBAIES #P6TT See page 6 for guidelines to icons

UP210_SL4 m gt 'CI’ 7777777 E?r
491K 7] 5

4Flute, Long Flute Length
Fig2
Ordgfg%ode e e L g Figf_ No.
UP210-SL4-02010 2 10 50 4 1
UP210-SL4-03015 3 15 60 4 1
UP210-SL4-04020 4 20 60 4 2
UP210-SL4-63015 3 15 60 6 1
UP210-SL4-64020 4 20 75 6 1
UP210-SL4-05025 5 25 75 6 1
UP210-SL4-06030 6 30 75 6 2
UP210-SL4-06035 6 35 75 6 2
UP210-SL4-08035 8 35 100 8 2
D A% Tol
D<12 S0
D>12 S0

E{zunit (mm)

1397
THISHER
Cutling Parameters
T 4#t#l Workpiece Material
1234 5 6 1283 12 3
(<E3'5HRC) (35-48HRC) (<835HRC) (<32HRC) (<HB450)
@ O ©) O O O

O &i&#A Most Suitable O &4 Suitable

- 060 -




Wi, i@ﬁﬁ&ﬁ[ﬁﬁg@

For Steels&Cast Iron
#RICIHAAIES £P6TT See page 6 for guidelines to icons

UP210-SL4 w2 pl E— CESSSSSSE|
471 K7 F %

4Flute, Long Flute Length
Fig2
) 287 continue
. =
Ord;]r-ii:g?code D le L d Figf’: No.
UP210-SL4-08040 8 40 100 8 2
UP210-SL4-10045 10 45 100 10 2
UP210-SL4-12045 12 45 100 12 2
UP210-SL4-12050 12 50 100 12 2
UP210-SL4-14045 14 45 100 14 2
UP210-SL4-16060 16 60 150 16 2
UP210-SL4-16070 16 70 150 16 2
UP210-SL4-18070 18 70 150 18 2
UP210-SL4-20070 20 70 150 20 2
D N Tol
D=12 B0z
D>12 B0

B {zunit (mm)

1397
g
HBHER
Cutting Parameters
T 14#+#+ Workpiece Material
1234 5 6 123 12 3
oo AEm i 5 o mRe
DRERE x k2 = im
(<§5HRC) (35-48HRC) (<35HRC) (<32HRC) (<HB450)

O £RIEA Most Suitable O iEA Suitable

-061 -



BEBRASEIHT) | solid Carbide Endmills

MEE, W H@a ¢ a5

For Steels&Cast Iron
HRICHBAIESEP6TT  See page 6 for guidelines to icons

UP210-SH4 | 5SH

4 7)1 S
4 Flute, with Long Shank Length 2 —ot - — @g

L
TS ES
Ordering code 2 Le L d Figure No.
UP210-SH4-03012 3 12 75 4 1
UP210-SH4-04015 4 15 75 4 2
UP210-SH4-05020 5 20 75 6 1
UP210-SH4-06020 6 20 75 6 2
UP210-SH4-08025 8 25 100 8 2
UP210-SH4-10030 10 30 100 10 2
UP210-SH4-12035 12 35 100 12 2
UP210-SH4-16036 16 36 150 16 2
UP210-SH4-20045 20 45 150 20 2
D A Tol
0
b<i2 -0.02
0
D>12 ~0.03
B fzunit (mm)
139
ISR
Cutling Parameters
T{4#+# Workpiece Material
1234 5 6 128 12 3 12 3
2 aem st S Rl Baam A Em
2 (35-48HRC) (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<82HRC)
©) @) ©) @) @) @) O @)

O Bi&A Most Suitable O i&E& Suitable

-062 -



W, e

For Steels&Cast Iron

s 0)¢(6)

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

<
UP210-R2 twm ° ~ =
- Fig1 Lc
L
S
27)Elfask ‘
2 Flute, Corner Radius _ | A
Fig N J
Lc
L -
TS EE
Ordering code © le r L d Figure No.
UP210-R2-01002 1 3 0.2 50 4 1
UP210-R2-03003 3 9 0.3 50 4 1
UP210-R2-03005 3 9 0.5 50 4 1
UP210-R2-04005 4 11 0.5 50 4 2
UP210-R2-04010 4 11 1 50 4 2
UP210-R2-05003 5 13 0.3 50 6 1
UP210-R2-06005 6 16 0.5 50 6 2
UP210-R2-06010 6 16 1 50 6 2
UP210-R2-06015 6 16 15 50 6 2
UP210-R2-08005 8 20 0.5 60 8 2
UP210-R2-08010 8 20 1 60 8 2
UP210-R2-08015 8 20 15 60 8 2
UP210-R2-10005 10 25 0.5 75 10 2
A% Tol
D<12 oo
0
D>12 ~0.03
B fzunit (mm)
1397
PIHISBEER
Cutting Parameters
T {4#4# Workpiece Material
1234 5 6 123 12 3 12 3
i3] PHE$kEM RSB . 5 5
aal (35?4%;120) BRAETFER e HRBHK (sﬁ’sifli%) (iﬁ%m (ssl%gjﬁquq
(<35HRC) (<35HRC) (<32HRC)
(©) ©) @) O ©) (@)

O Bi&#& Most Suitable

O iE#& Suitable

-063 -



BEBRASEIHT) | solid Carbide Endmills

. 5 ﬁ@ﬁﬁ@}u ¢ K &

For Steels&Cast Iron
HRICHBAIESEP6TT  See page 6 for guidelines to icons

UP210-R2 = o - — Lgio

271 E sk v
2 Flute, Corner Radius o _ W,Q
Fig2 I

) 87 continue

—— -
Ord;jr-ii:giode R Le r L g Figﬁs No.
UP210-R2-10010 10 25 1 75 10 2
UP210-R2-10015 10 25 15 75 10 2
UP210-R2-10020 10 25 2 75 10 2
UP210-R2-12005 12 30 05 75 12 2
UP210-R2-12010 12 30 1 75 12 2
UP210-R2-12015 12 30 15 75 12 2
UP210-R2-12020 12 30 2 75 12 2
UP210-R2-12030 12 30 3 75 12 2
UP210-R2-16005 16 36 05 100 16 2
UP210-R2-16010 16 36 1 100 16 2
UP210-R2-16020 16 36 2 100 16 2
UP210-R2-16030 16 36 3 100 16 2
D A% Tol
D=12 o2
D>12 e

B {zunit (mm)

139/
g
VMBI
Cutling Parameters
T 4#t# Workpiece Material
1234 5 6 123 12 3 12 3
BN PHE S R5HE . 5 5
&om ighoi DEGREN e B Ba s iin A
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) (85-45HRC) (<55HRC) (55-60HRC)

O
O &i&#A Most Suitable O &4 Suitable

-064 -



miE, B Gl ¢ L o

For Steels&Cast Iron
#RiCIHBAIE S #P6TT See page 6 for guidelines to icons

UP210-RH2 tn L DTB'S%‘
2 7)< HA[E f3 3k

2 Flute Corner Radius, with Long

¢
Shank Length Fig2 U¢ _ _ ﬁé{

L
iTH%S ES
Ordering code R ® le L d Figure No.

UP210-RH2-06005 6 16 0.5 75 6 2
UP210-RH2-06010 6 16 1 75 6 2
UP210-RH2-06015 6 16 15 75 6 2
UP210-RH2-08005 8 20 0.5 100 8 2
UP210-RH2-08010 8 20 1 100 8 2
UP210-RH2-08015 8 20 1.5 100 8 2
UP210-RH2-10005 10 25 0.5 100 10 2
UP210-RH2-10010 10 25 1 100 10 2
UP210-RH2-10015 10 25 15 100 10 2

D A% Tol

R<3 +0.015

R=38 +0.020

B {unit (mm)
139
PIHISBEER
Cutting Parameters
T{4#+#+ Workpiece Material
1234 5 6 123 12 3
N aem PHE# & Tﬁiﬁ%ﬁ =Eae
A&W (35T48HRC) SRR N AW REBFHHk ( 2?5”450 )
(<35HRC) (<35HRC) (<32HRC)

O BiEH Most Suitable O iE#& Suitable

- 065 -



BEBRASEIHT) | solid Carbide Endmills

W, ik H@ﬁ 0 ¢ K s

For Steels&Cast Iron
HRICHBAIES%P6TT  See page 6 for guidelines to icons

UP210-RH2 wa i EEE—

L
S
2714 H B fl 3k (
2 Flute Corner Radius, with Long )
Shank Length Fig2 U¢ — — mfﬁ
‘ . lc |
L
) 87 continue
TS B
Ordering code © R e L d Figure No.
UP210-RH2-10020 10 25 2 100 10 2
UP210-RH2-12005 12 30 0.5 100 12 2
UP210-RH2-12010 12 30 1 100 12 2
UP210-RH2-12015 12 30 15 100 12 2
UP210-RH2-12020 12 30 2 100 12 2
UP210-RH2-16005 16 36 0.5 150 16 2
UP210-RH2-16010 16 36 1 150 16 2
UP210-RH2-16015 16 36 15 150 16 2
UP210-RH2-16020 16 36 2 150 16 2
D N Tol
R<3 +0.015
R=3 +0.020

B fzunit (mm)

1397
THISHER
Cutling Parameters
T &#t# Workpiece Material
1234 5 6 123 12 3
R SREREN TEEW k5 =
(<EC;5HHC) (35-48HRC) (<835HRC) (<32HRC) (<HB450)
O O O O O O

O JRiEA Most Suitable O i&E& Suitable

- 066 -



W, e

For Steels&Cast Iron

el @b

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

UP210-R4 = g 1 =
‘ Lc
. L
47 [E 3k ¢
4 Flute, Corner Radius
. O +H
Fig2
Lc
L
TS BS
Ordering code © le r L d Figure No.
UP210-R4-03002 3 9 0.2 50 4 1
UP210-R4-04005 4 11 0.5 50 4 2
UP210-R4-04010 4 11 1 50 4 2
UP210-R4-04510 45 12 1 50 6 1
UP210-R4-05002 5 13 0.2 50 6 1
UP210-R4-05005 5 13 0.5 50 6 1
UP210-R4-05010 5 13 1 50 6 1
UP210-R4-06005 6 16 0.5 50 6 2
UP210-R4-06010 6 16 1 50 6 2
UP210-R4-06015 6 16 15 50 6 2
UP210-R4-08005 8 20 0.5 60 8 2
UP210-R4-08010 8 20 1 60 8 2
UP210-R4-08015 8 20 15 60 8 2
UP210-R4-08020 8 20 2 60 8 2
A% Tol
0
D<12 e
0
D>12 Soa
B {iTunit (mm)
1397
YIEISHER
Cutting Parameters
T {4#4# Workpiece Material
1234 5 6 123 12 3 12 3
Py aem PHS&RIE kiR Basms R HER
ki (35-48HRC) BRAETFER e HRBHK (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<832HRC)

O &iEA Most Suitable

O iE#& Suitable

- 067 -



BEBRASEIHT) | solid Carbide Endmills

Wik, W% i@@ﬁhﬁ' s L

For Steels&Cast Iron
#RICIERAIE S ZP6TT  See page 6 for guidelines to icons

UP210-R4 wm ] - > =
47) Bl fa 3k .

4 Flute, Corner Radius
Figg - O
Lc
L
) 87 continue
Ordgfg%ode R le r L € Figf No.
UP210-R4-10005 10 25 0.5 75 10 2
UP210-R4-10010 10 25 1 75 10 2
UP210-R4-10015 10 25 1.5 75 10 2
UP210-R4-10020 10 25 2 75 10 2
UP210-R4-12005 12 30 0.5 75 12 2
UP210-R4-12010 12 30 1 75 12 2
UP210-R4-12015 12 30 1.5 75 12 2
UP210-R4-12020 12 30 2 75 12 2
UP210-R4-12030 12 30 3 75 12 2
UP210-R4-16005 16 36 0.5 100 16 2
UP210-R4-16010 16 36 1 100 16 2
UP210-R4-16020 16 36 2 100 16 2
UP210-R4-16030 16 36 3 100 16 2

N Tol
0
D<12 _0.02
0
D>12 ~0.03

B {zunit (mm)

1397
ISR
Cutling Parameters
T 4#t# Workpiece Material
1234 5 6 123 12 3 12 3
RN PHE#&&K KR o 5 S
oL A& DR ARG P B i R G
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) (35-45HRC) (<55HRC) (55-60HRC)

O
O &i&#A Most Suitable O &4 Suitable

- 068 -



Wi W E@@@Eﬁ[ﬂﬁﬁ[%

For Steels&Cast Iron
#RiCIHBAIE S #P6TT See page 6 for guidelines to icons

M

UP210-RH4 t=n o e IS

<
4
47]KHiE f Sk
4 Flute C Radius, with L
Shaﬁl?Lezgtzr acts, Wt ond Fig2 _Di _ _ @%

‘ Lc
L
iTH%S ES
Ordering code R ® le L d Figure No.
UP210-RH4-06005 6 16 0.5 75 6 2
UP210-RH4-06010 6 16 1 75 6 2
UP210-RH4-06015 6 16 15 75 6 2
UP210-RH4-08005 8 20 0.5 100 8 2
UP210-RH4-08010 8 20 1 100 8 2
UP210-RH4-08015 8 20 1.5 100 8 2
UP210-RH4-10005 10 25 5 100 10 2
UP210-RH4-10010 10 25 1 100 10 2
UP210-RH4-10015 10 25 1.5 100 10 2
D A% Tol
R<3 +0.015
R=38 +0.020
B {unit (mm)
139
g Fase
PIHISBEER
Cutting Parameters
T{4#+#+ Workpiece Material
1234 5 6 123 12 3
N aem PHE# & EH% =Eae
A&W (35T48HRC) SRR N AW REBFHHk ( 2?5”450 )
(<35HRC) (<35HRC) (<32HRC)

O BiEH Most Suitable O iE#& Suitable

- 069 -



BEBRASEIHT) | solid Carbide Endmills

W, HE i@@@hﬁ' * 5

For Steels&Cast Iron
#RICIHBAIES £P6TT See page 6 for guidelines to icons

UP210-RH4 tzm R

A7) E A
4 Flute C Radius, with L — _ << B

‘ Lc
L
) 4E8T continue
Ordgifz;ode 2 R le t d Figﬁz No.
UP210-RH4-10020 10 25 2 100 10 2
UP210-RH4-12005 12 30 05 100 12 2
UP210-RH4-12010 12 30 1 100 12 2
UP210-RH4-12015 12 30 15 100 12 2
UP210-RH4-12020 12 30 2 100 12 2
UP210-RH4-16005 16 36 05 150 16 2
UP210-RH4-16010 16 36 1 150 16 2
UP210-RH4-16015 16 36 15 150 16 2
UP210-RH4-16020 16 36 2 150 16 2
D NE Tol
R<3 +0.015
R=3 +0.020

B {zunit (mm)

1397
g
THISHER
Cutling Parameters
T &#t# Workpiece Material
1234 5 6 123 12 3
e e i 5% i mRAS
OR&R x R = im
(<?35HRC) (35-48HRC) (<835HRC) (<32HRC) (<HB450)

O RiEA Most Suitable O i&E& Suitable

-070 -



W, e

For Steels&Cast Iron

B ?) v

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

kS
UP210-B2 = © + -
— Fig1
. ‘ Lc
N
2715k % !
2 Flute, Ballnose
Fig2 o — \
Lc
L
e s
Ordering code © R le L g Figure No.
UP210-B2-01002 1 05 2 50 4 1
UP210-B2-01503 15 0.75 3 50 4 1
UP210-B2-02004 2 1 4 50 4 1
UP210-B2-02505 25 1.25 5 50 4 1
UP210-B2-03006 3 15 6 50 4 1
UP210-B2-63006 3 15 6 50 6 1
UP210-B2-04008 4 2 8 50 4 2
UP210-B2-64008 4 2 8 50 6 1
UP210-B2-05010 5 25 10 50 6 1
R 2AZE Tol
R<3 +£0.015
R=3 +0.020
B fizunit (mm)
1397
PIM B8
Cutting Parameters
T {4#4# Workpiece Material
1234 5 6 123 12 3 12 3
v aem PHS&RIE kiR Basms HER HER
aal (35-48HRC) BRAETFER e HRBHK (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<832HRC)

O fRiE#H Most Suitable

O iE#& Suitable

-071 -



BEBRASEIHT) | solid Carbide Endmills

W, ek

For Steels&Cast Iron

wae ) v

HRICHBAIESEP6TT  See page 6 for guidelines to icons

UP210-B2 wm o - L

L
2703k
2 Flute, Ballnose M
Fig2 o _ —

‘Lc

||

‘ Lc
L
) 87 continue
iTRS S
Ordering code 2 ® Le L d Figure No.
UP210-B2-06012 6 3 12 50 6 2
UP210-B2-07014 7 3.5 14 60 8 1
UP210-B2-08014 8 4 14 60 8 2
UP210-B2-09016 9 4.5 16 75 10 1
UP210-B2-10018 10 5 18 75 10 2
UP210-B2-12022 12 6 22 75 12 2
UP210-B2-14026 14 7 26 90 14 2
UP210-B2-16030 16 8 30 100 16 2
UP210-B2-20038 20 10 38 100 20 2
R A Tol
R<3 +0.015
R=3 +0.020
B funit (mm)
139
ISR
Cutling Parameters
T{4#+# Workpiece Material
1234 5 6 128 12 3 12 3
2 aan i, S Kl BARHHE R N
= (35-48HRC) (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)

=

O #=iEA Most Suitable

-072 -

O iE#A Suitable




W,

For Steels&Cast Iron

B e v

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

kS
UP210—BH2 m Figi © - T
o L ‘ Lc
271K WEk S
2 Flute Ballnose,with Long Shank <
Length Fig2 UI %,7,7,7, TS _
Lc
TS Es
Ordering code © B le L d Figure No.
UP210-BH2-02004 2 1 4 75 4 1
UP210-BH2-03006 3 1.5 6 75 4 1
UP210-BH2-04008 4 2 8 75 4 2
UP210-BH2-63006 3 1.5 6 75 6 1
UP210-BH2-64008 4 2 8 75 6 1
UP210-BH2-05010 5] 2.5 10 75 6 1
UP210-BH2-06012 6 3 12 75 6 2
UP210-BH2-08014 8 4 14 100 8 2
UP210-BH2-10018 10 5 18 100 10 2
UP210-BH2-12022 12 6 22 100 12 2
D NE Tol
R<3 +0.015
R=3 +0.020
B {iTunit (mm)
1397
PIHISBEER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3
2550 aem PHE$#%R&E B =Eae
a2 (3548HRC) BRAERHR FHER B eyt
(<835HRC) (<35HRC) (<32HRC)
(@) O O @] (@) ©

O BRiEH Most Suitable O iE#& Suitable

-073 -



BEBRASEIHT) | solid Carbide Endmills

=S

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

W, ek

For Steels&Cast Iron

oS
UP210-B4 =n . - -
Fig1
L ‘ Lc
S
473k 3k "
4 Flute, Ballnose
Fig2 _ +—
L
L L—c>
TS ES
Ordering code 2 R e L g Figure No.
UP210-B4-04008 4 2 8 50 4 2
UP210-B4-05010 5 2.5 10 50 6 1
UP210-B4-06012 6 3 12 50 6 2
UP210-B4-08014 8 4 14 60 8 2
UP210-B4-10018 10 5 18 75 10 2
UP210-B4-12022 12 6 22 75 12 2
R 2 Tol
R<3 +0.015
R=3 +0.020

B {zunit (mm)

139
THSHIER
Cutling Parameters
T4## Workpiece Material
1234 5 6 123 12 3 12 3
BN PHE % & & IREEER - ‘ s
o g SRARGER T4 SKE % BasHix R R
(<35HRC) (35-48HRC) (= 35HRC) (= 32HRC) (35-45HRC) (<55HRC) (55-60HRC)
o (@) O O @) o

O £&i&#A Most Suitable

-074 -

O iE#A Suitable



W,

For Steels&Cast Iron

=S

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

SP210-S3 wn T Tessy
- Fig1 ?
Lc
L
37 3 AR
370 F IR hE -
3 Flute, with Variable Helix - J - _ _ IANIA\ I
[m]
Fig2 | 1
Lc
L
iT5S ES
Ordering code o e L d Figure No.
SP210-S3-03009 3 9 50 4 1
SP210-S3-04011 4 11 50 4 2
SP210-S3-05013 5 13 50 6 1
SP210-S3-06016 6 16 50 6 2
SP210-S3-08020 8 20 60 8 2
SP210-S3-10025 10 25 75 10 2
SP210-S3-12030 12 30 75 12 2
SP210-S3-16036 16 36 100 16 2
SP210-S3-20045 20 45 100 20 2
D NE Tol
0
D=<12 ~0.02
0
D>12 _0.03
B {Tunit (mm)
1427
PIHISBEER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3
2550 aem PHE R IREEE PN
AEW ORI REEW kB i
(<35HRC) (35-48HRC) (<35HROC) (<32HRC) { <HB450)
O O O O (@) ©

O BRiEH Most Suitable O iE#& Suitable

-075-



BEBRASEIHT) | solid Carbide Endmills

W, wa A% & &

For Steels&Cast Iron
#RICIERAIE S ZP6TT  See page 6 for guidelines to icons

.
SP210-C4 tmm - B
ATV TR (TR ) -

4 Flute, Variable Helix with Chamfer - _ @E
Fig2

Lc
L
TS o B s
Ordering code 2 le eesy, L g Figure No.
SP210-C4-03003 3 9 0.03 50 4 1
SP210-C4-03013 3 9 0.13 50 4 1
SP210-C4-04004 4 11 0.04 50 4 2
SP210-C4-04018 4 11 0.18 50 4 2
SP210-C4-05005 5 13 0.05 50 6 1
SP210-C4-05020 5] 13 0.2 50 6 1
SP210-C4-06006 6 16 0.06 50 6 2
SP210-C4-06020 6 16 0.2 50 6 2
SP210-C4-08008 8 20 0.08 60 8 2
D 2% Tol
D<i2 So2
D>12 S0
B fizunit (mm)
1427/
ISR
Cutling Parameters
T H##4# Workpiece Material
1234 5 6 123 12 3 12 4
23] N PHE#% =& IRFER N BIEHRE Y
a£M o he) | BRELHM AR Bk GREmE wama (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
@) ©) @) O @) @
Pas

O &i&#A Most Suitable O &4 Suitable
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W, He Hw A | & &

For Steels&Cast Iron
#RICHLAAIES%P6TT  See page 6 for guidelines to icons

d
|
LIPS

SP210-C4 wn
ATV L TURHE (TVREH )

(o)

e

4 Flute, Variable Helix with Chamfer _ L A

Fig2
Lc
L
) 28T continue
iTRS o Es

Ordering code w le Ces) L g Figure No.
SP210-C4-08020 8 20 0.2 60 8 2
SP210-C4-10010 10 25 0.1 75 10 2
SP210-C4-10030 10 25 0.3 75 10 2
SP210-C4-12012 12 30 0.12 75 12 2
SP210-C4-12030 12 30 0.3 75 12 2
SP210-C4-16015 16 36 0.15 100 16 2
SP210-C4-16040 16 36 0.4 100 16 2
SP210-C4-20015 20 45 0.15 100 20 2
SP210-C4-20040 20 45 0.5 100 20 2

RE Tol
D<12 e
D>12 o3

B {Funit (mm)

1427
MBI
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
T N PHE5 %% & IR = BEREE -
£ - BEEHEY% " AEE
A& = SRERERN TN BREBHHK HEREE
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) (85-45HRC) (Si<12%) ( <HB200)

O £iE4 Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

=R

HRICHBAIES%P6TT  See page 6 for guidelines to icons

W, ek

For Steels&Cast Iron

SP210-S4 tmm e e
47) 3 3. W R HE -

4 Flute, with Variable Helix - - @ﬂl
Fig2
Lc
L
TS ES
Ordering code 2 Le L © Figure No.
SP210-S4-02006 2 6 50 4 1
SP210-S4-03009 3 9 50 4 1
SP210-S4-04011 4 11 50 4 2
SP210-S4-05013 5 13 50 6 1
SP210-S4-06016 6 16 50 6 2
SP210-S4-08020 8 20 60 8 2
SP210-S4-10025 10 25 75 10 2
SP210-S4-12030 12 30 75 12 2
SP210-S4-16036 16 36 100 16 2
SP210-S4-20045 20 45 100 20 2
N#E Tol
D<12 oo
0
D>12 ~0.03
B fizunit (mm)
142
THISHER
Cutling Parameters
T4## Workpiece Material
1234 5 6 123 12 3 12 3
2 oy iy S Rl BaeH% B AR
= (35-48HRC) = (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)

O £&i&#A Most Suitable
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O iE#A Suitable



W, B8 A &

For Steels&Cast Iron
#RICIHBAIE S £P6TT See page 6 for guidelines to icons

/

=dmy
|
d2
T
D

SP210-CN4 S

L1

47V S R hiE ()R Ef ) i
=

-

4 Flute, with Variable Helix and Reduced Neck

2|

)
Fig2

TS . ES
Ordering code o e Gesy, g2 H L g Figure No.
SP210-CN4-03013 3 10 0.13 2.9 18 75 4 1
SP210-CN4-04018 4 12 0.18 3.8 20 75 4 2
SP210-CN4-06020 6 16 0.2 5.8 24 100 6 2
SP210-CN4-08020 8 20 0.2 7.5 30 100 8 2
SP210-CN4-10030 10 25 0.3 9.5 40 150 10 2
SP210-CN4-12030 12 30 0.3 11 40 150 12 2
SP210-CN4-16040 16 36 0.4 15 50 150 16 2
SP210-CN4-20050 20 45 0.5 19 60 150 20 2
2% Tol
D<12 oo
D>12 e
B {Zunit (mm)
1421
HIBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
RN N PHE5$k & IREEER = BIERE = A
o o mmey | BRALEHM T B SRERA HEEAS (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
@) O ©) O ©) ©
O £i&EA Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

. 5 H@w 0% & &

For Steels&Cast Iron
#RICIERAIE S ZP6TT  See page 6 for guidelines to icons

SP210-R4 = o H— 1
ATVEI o S TR L P

4 Flutes Corner Radius, with
Variable Helix Fig2 © — @o

L
iTRS 5
Ordering code 2 ® Le L d Figure No.
SP210-R4-03003 3 9 0.3 50 4 1
SP210-R4-03005 3 9 0.5 50 4 1
SP210-R4-04003 4 11 0.3 50 4 2
SP210-R4-04005 4 11 0.5 50 4 2
SP210-R4-05003 5 13 0.3 50 6 1
SP210-R4-05005 5 13 0.5 50 6 1
SP210-R4-06003 6 16 0.3 50 6 2
SP210-R4-06005 6 16 0.5 50 6 2
SP210-R4-06010 6 16 1 50 6 2
A% Tol
0
D=<12 _0.02
D>12 03
E{zunit (mm)
142
ISR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 3
BN PHE$kEM /37273 . s N
aal (35?4%?%) BRATFER TN HREBHX (sﬁsi%ri%) (jssﬁfgq (ss?sﬁ?r-ﬁl?qo)
(<35HRC) (<35HRC) (<32HRC)
© Fi&#A Most Suitable O &#& Suitable
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For Steels&Cast Iron

weod 0+ ()@

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

SP210-R4 wm . L===
. Lc
S
47) Bl f I IR B e .
4 Flutes Corner Radius, with I
Variable Helix Fig2 @ =
Lc
L
) 287 continue
iTRS Es
Ordering code 2 A Le L g Figure No.
SP210-R4-06015 6 16 15 50 6 2
SP210-R4-08005 8 20 0.5 60 8 2
SP210-R4-08010 8 20 1 60 8 2
SP210-R4-08015 8 20 1.5 60 8 2
SP210-R4-08020 8 20 2 60 8 2
SP210-R4-10005 10 25 0.5 75 10 2
SP210-R4-10010 10 25 1 75 10 2
SP210-R4-10015 10 25 1.5 75 10 2
D NE Tol
0
D<12 ~0.02
0
D>12 _0.03
B {zunit (mm)
1421
PIHISBEER
Cutting Parameters
T {4#4# Workpiece Material
1234 5 6 123 12 3 12 3
BN PHE$kEM /37273 - 5 s
i (35?4%3?40) BRERFN TR H@wmek i (iﬁﬁgm (sféﬁiﬁjqc)
(<35HRC) (<835HRC) (<32HRC)

O fRiE#H Most Suitable

O iE#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

W, ek

For Steels&Cast Iron

e [ G NI

HRICHBAIES%P6TT  See page 6 for guidelines to icons

UPR100—S4 Fig1 "’I -
R L ‘ Le ‘
4]
A7) T 3% o
4 Flute Square End, with -Ol mol
Roughing Geometry Fig2 ‘ 1
Lc ‘
L I
iT&E ES
Ordering code & e L g Figure No.
UPR100-S4-06015 6 15 50 6 2
UPR100-S4-08020 8 20 60 8 2
UPR100-S4-10025 10 25 75 10 2
UPR100-S4-12030 12 30 75 12 2
UPR100-S4-16036 16 36 100 16 2
UPR100-S4-20045 20 45 100 20 2
D A Tol
0
D=6 -0.03
6<D<10 Soa
0
D>10 305
B {iTunit (mm)
1440
PIHIBRIER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 4
23] N PHE# & & TR = BisHREE qa
aem oy | BRELEHM AR sk Ghems  wemaz | (M02
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(©) @) ©) @) ©) (@) O (@)

© FRIiE#A Most Suitable O 3&#& Suitable
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W,

For Steels&Cast Iron

=l (SO

#RICIHBAIES #P6TT See page 6 for guidelines to icons

UPM1 SN Lo
()()" :Z Fig1 t _ [
C
y s
27 B/ ER BT L L :
2 Flute Square End, Miniature Sizes
TS B
Ordering code © Le 2 L L d Figure No.
UPM100-SN2-00802 0.8 1.2 0.75 2 50 4 1
UPM100-SN2-00804 0.8 1.2 0.75 4 50 4 1
UPM100-SN2-00806 0.8 12 0.75 6 50 4 1
UPM100-SN2-01006 1.0 1.5 0.95 6 50 4 1
UPM100-SN2-01008 1.0 15 0.95 8 50 4 1
UPM100-SN2-01010 1.0 15 0.95 10 50 4 1
UPM100-SN2-01508 1.5 2.0 1.44 8 50 4 1
UPM100-SN2-01510 1.5 2.0 1.44 10 50 4 1
UPM100-SN2-01512 1.5 2.0 1.44 12 50 4 1
UPM100-SN2-02008 2.0 3.0 1.92 8 50 4 1
UPM100-SN2-02010 2.0 3.0 1.92 10 50 4 1
UPM100-SN2-02012 2.0 3.0 1.92 12 50 4 1
2 Tol
0
-0.02
B fizunit (mm)
1467
PIMIBEER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
i3] N PHE#%ZE & RSB =a BERE - A
&0 o mmey | BRALEHM FER HBHK SRERA HEEas (e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
(©) ©) ) @) ©) @)

O £i&EA Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

W, ek

For Steels&Cast Iron

=S

HRICHBAIES%P6TT  See page 6 for guidelines to icons

3 <
l.l[’l\,|‘|()()"'EBI\I:Z Fig1 6{7 ™ I
Lc |-
271 I IR S ] =
2 Flute Ballnose, Miniature Sizes
Ord:{ii;ode e B le 2 L L g Figﬁz No.
UPM100-BN2-00802 0.8 0.4 0.6 0.75 2 50 4 1
UPM100-BN2-00804 0.8 0.4 0.6 0.75 4 50 4 1
UPM100-BN2-00806 0.8 0.4 0.6 0.75 6 50 4 1
UPM100-BN2-01006 1.0 0.5 0.8 0.95 6 50 4 1
UPM100-BN2-01008 1.0 0.5 0.8 0.95 8 50 4 1
UPM100-BN2-01010 1.0 0.5 0.8 0.95 10 50 4 1
UPM100-BN2-01206 1.2 0.6 1.0 1.15 6 50 4 1
UPM100-BN2-01208 1.2 0.6 1.0 1.15 8 50 4 1
UPM100-BN2-01210 1.2 0.6 1.0 1.15 10 50 4 1
UPM100-BN2-01508 1.5 0.75 1.4 1.44 8 50 4 1
UPM100-BN2-01510 1.5 0.75 1.4 1.44 10 50 4 1
UPM100-BN2-01512 1.5 0.75 1.4 1.44 12 50 4 1
UPM100-BN2-02008 2.0 1.0 1.6 1.92 8 50 4 1
UPM100-BN2-02010 2.0 1.0 1.6 1.92 10 50 4 1
UPM100-BN2-02012 2.0 1.0 1.6 1.92 12 50 4 1
~E Tol
+0.015
B {Tunit (mm)
1460
T {4## Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
% o en A
oyt PG A48 R e Rl égiﬂqé’i e
(<35HRC) (<35HRC) (<32HRC) (Si<12%)
O O O @] O O

© FRIiE#A Most Suitable O 3&#& Suitable
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e R

Hardened Steels

= STROE

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

o — — O
SH160—SZ m Fig1
Lc
L
iz 3
29)F %
2 Flute, Standard Length 5 &7@[
Fig2
Lc
L
TS ES
Ordering code ® Le L d Figure No.
SH160-S2-01003 1 3 50 4 1
SH160-S2-01504 15 4 50 4 1
SH160-S2-02006 2 6 50 4 1
SH160-S2-02508 2.5 8 50 4 1
SH160-S2-03009 3 9 50 4 1
SH160-S2-63009 3 9 50 6 1
SH160-52-04010 4 10 50 4 2
SH160-S2-64010 4 10 50 6 1
SH160-S2-05013 5 13 50 6 1
SH160-S2-06015 6 15 50 6 2
SH160-S2-08020 8 20 60 8 2
SH160-S2-10025 10 25 75 10 2
SH160-S2-12030 12 30 75 12 2
SH160-S2-16036 16 36 100 16 2
SH160-S2-20045 20 45 100 20 2
D A% Tol
D<12 S0
D>12 o5
149 B {Sunit (mm)
FIHBAER
Cutting Parameters
T{4#+#+ Workpiece Material
1234 5 6 123 12 3 12 3
Ju aem PHE#E(E Tristk Baemg B B
il (35-48HRC) BRAETHER g HRBHK (35_45HRC) (<55HRC) (55-60HRC)
(<835HRC) (<835HRC) (<832HRC)
@] O

O f£xi&& Most Suitable

O &4 Suitable
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BEBRASEIHT) | solid Carbide Endmills

e B e

Hardened Steels

=L -l

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

SH160-S4 wm ] =
— Fig1
‘ Le
L
N
47)F 3% -
4 Flutes Corner Radius, with @7@
Variable Helix Fig2 1
Lc
L
TS Es
Ordering code e e L g Figure No.
SH160-S4-01003 1 3 50 4 1
SH160-S4-01504 15 4 50 4 1
SH160-S4-02006 2 6 50 4 1
SH160-S4-03009 3 9 50 4 1
SH160-S4-63009 3 9 50 6 1
SH160-S4-04010 4 10 50 4 2
SH160-S4-64010 4 10 50 6 1
SH160-S4-05013 5 13 50 6 1
SH160-S4-06015 6 15 50 6 2
SH160-S4-08020 8 20 60 8 2
SH160-S4-10025 10 25 75 10 2
SH160-S4-12030 12 30 75 12 2
SH160-S4-16036 16 36 100 16 2
SH160-S4-20045 20 45 100 20 2
A% Tol
D<12 Boo
D>12 e
B {zunit (mm)
1497
FHIB LR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 3 12 3
Py aem PHSSRIE e Basws HER BE
i (385-48HRC) BRATFER TN HREBHX (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)
© Fi&#A Most Suitable O &#& Suitable
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o

Hardened Steels

= SR

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

SH160-S6 wm o === &
Fig1 ‘ Le ?
N L
LY
67)F % <<
4 Flutes Corner Radius, with o % @* Ol
Variable Helix Fig2 ] —
C
L
THe Bs
Ordering code © le L d Figure No.
SH160-S6-06015 6 15 50 6 2
SH160-S6-08020 8 20 60 8 2
SH160-S6-10025 10 25 75 10 2
SH160-S6-12030 12 30 75 12 2
SH160-S6-16036 16 36 100 16 2
SH160-S6-20045 20 45 100 20 2
D AE Tol
D<12 S
D>12 S0
E{zunit (mm)
1497
PIM B8
Cutting Parameters
T {4#4# Workpiece Material
1234 5 6 123 12 3 12 3
ot aem iy ;3 S i Basms HER HER
= (35-48HRC) = (35-45HRC) (<55HRC) (565-60HRC)
(<35HRC) (<35HRC) (<832HRC)
@) O

O fRiE#H Most Suitable

O iE#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

W aD ¢ L=

Hardened Steels
#RICIHAAIES £P6TT See page 6 for guidelines to icons

SH160-R2 =z I k@ﬁ
27 :

2 Flute, Corner Radius

Figa o )7 \\47 a
Lc
L
iTRS ES
Ordering code 2 le r L € Figure No.
SH160-R2-02002 2 0.2 6 50 4 1
SH160-R2-03003 3 0.3 9 50 4 1
SH160-R2-03005 3 0.5 9 50 4 1
SH160-R2-04003 4 0.3 10 50 4 2
SH160-R2-04005 4 0.5 10 50 4 2
SH160-R2-04010 4 1 10 50 4 2
SH160-R2-05003 5 0.3 13 50 6 1
SH160-R2-05005 5 0.5 13 50 6 1
SH160-R2-05010 5 1 13 50 6 1
SH160-R2-06003 6 0.3 15 50 6 2
SH160-R2-06005 6 0.5 15 50 6 2
D N Tol
0
D<12 ~0.02
0
D>12 -0.03
B {izunit (mm)
149
ISR
Cutling Parameters
T {4#t# Workpiece Material
1234 5 6 123 12 3 12 3
23] PHS$kEM IREEE r 5 5
aal (35?4%3?30) BRAETER e HRBHK (sﬁsifli%) (Qﬁ%ﬁgo) (ssl%sf)fjmm)
(<35HRC) (<35HRC) (<32HRC)
(@) O

© £i&#A Most Suitable O i&#& Suitable

-088 -



o R

Hardened Steels

=S

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

<
SH160-R2 wm ° - <
Fig1 Lc
S L
27) [ f sk (
2 Flute, Corner Radius
Figg N -
2 NN
Lc
) £ continue L
TS ES
Ordering code D le r L d Figure No.
SH160-R2-06010 6 1 15 50 6 2
SH160-R2-08005 8 0.5 20 60 8 2
SH160-R2-08010 8 1 20 60 8 2
SH160-R2-10005 10 0.5 25 75 10 2
SH160-R2-10010 10 1 25 75 10 2
SH160-R2-10015 10 1.5 25 75 10 2
SH160-R2-10020 10 2 25 75 10 2
SH160-R2-12005 12 0.5 30 75 12 2
SH160-R2-12010 12 1 30 75 12 2
SH160-R2-12015 12 1.5 30 75 12 2
SH160-R2-12020 12 2 30 75 12 2
A% Tol
0
D<12 ~0.02
0
D>12 ~0.03
B fizunit (mm)
14970
HIBHER
Cutting Parameters
T4#+#+ Workpiece Material
1234 5 6 123 12 3 12 3
o &am i ), S Kol BASHR R wEn
= (35-48HRC) (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)

=

O FIEA Most Suitable

O i&E#A Suitable

-089 -



BEBRASEIHT) | solid Carbide Endmills

i ==l T IE N

Hardened Steels
HRICHBAIES%EP6TT  See page 6 for guidelines to icons

SH160-R4 = o - 1SS
47) B a3k .

4 Flutes Corner Radius, with Ul B 7D|
Variable Helix Fig2 ] 1
Lc
L
Ord;-{iirf};iode e le b L € Fig: No.
SH160-R4-03003 3 9 0.3 50 4 1
SH160-R4-03005 3 9 0.5 50 4 1
SH160-R4-63003 3 8 0.3 50 6 1
SH160-R4-63005 3 8 0.5 50 6 1
SH160-R4-04003 4 10 0.3 50 4 2
SH160-R4-04005 4 10 0.5 50 4 2
SH160-R4-04010 4 10 1 50 4 2
SH160-R4-64002 4 10 0.2 50 6 2
SH160-R4-64003 4 10 0.3 50 6 2
SH160-R4-64005 4 10 0.5 50 6 2
SH160-R4-64010 4 10 1 50 6 2
SH160-R4-05003 5 13 0.3 50 6 2
SH160-R4-05005 5 13 0.5 50 6 2
SH160-R4-05010 5 13 1 50 6 2
SH160-R4-06002 6 15 0.2 50 6 2
~E Tol
D<12 oo
Py D>12 B0
e % B {Funit (mm)
s
T {4## Workpiece Material
P M K
1234 5 6 123 12 3 12 3
Joul aem il S i Baam R i
(<35HRC) (35-48HRC) (=35HRC) (232HRC) (35-45HRC) (<55HRC) (55-60HRC)
© Fi&#A Most Suitable O &#& Suitable
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Hardened Steels

slo0? 6

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

SH160-R4 =1

Fig1
. ‘ Lc
N
A7) El sk :
4 Flutes Corner Radius, with Ul 7Dl
Variable Helix Fig2 7y
Lc
L
) 4EET continue
iT5%S Es
Ordering code D le r L d Figure No.
SH160-R4-06003 6 15 0.3 50 6 2
SH160-R4-06005 6 15 05 50 6 2
SH160-R4-06010 6 15 1 50 6 2
SH160-R4-08002 8 20 0.2 60 8 2
SH160-R4-08003 8 20 0.3 60 8 2
SH160-R4-08005 8 20 05 60 8 2
SH160-R4-08010 8 20 1 60 8 2
SH160-R4-10005 10 25 05 75 10 2
SH160-R4-10010 10 25 1 75 10 2
SH160-R4-10015 10 25 15 75 10 2
SH160-R4-10020 10 25 2 75 10 2
SH160-R4-12005 12 30 05 75 12 2
SH160-R4-12010 12 30 1 75 12 2
SH160-R4-12015 12 30 15 75 12 2
SH160-R4-12020 12 30 2 75 12 2
A% Tol
0
D<12 S0
D>12 S0
1497 -
< % B {STunit (mm)
FIHBAER
Cutting Parameters
T4#+#+ Workpiece Material
1234 5 6 123 12 3 12 3
Pire: aem PHS SR b Basws R R
il (35-48HRC) BRETGEH THR HREHHR (35_45HRC) (<55HRC) (55-60HRC)
(<835HRC) (<35HRC) (<832HRC)
@] @)

O FIEA Most Suitable

O i&E#A Suitable
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Hardened Steels

BKEREASEEET) | Solid Carbide Endmills

= M

HRICHBAIES%P6TT  See page 6 for guidelines to icons

SH160-R6 wn

Figt -ol _ ml
S| Lc
671 Bl s Sk L
4 Flutes Corner Radius, with
Variable Helix
iT5RS E=s
Ordering code 2 le r L d Figure No.
SH160-R6-12005 12 30 0.5 75 12 1
SH160-R6-16010 16 36 1 100 16 1
SH160-R6-20010 20 45 1 100 20 1
NE Tol
D<12 e
0
D>12 ~0.03
B {unit (mm)
—
149
g
THISHER
Cutling Parameters
T4## Workpiece Material
1234 5 6 123 12 3 12 3
Joul oy iy S Rl BaeH% HE HER
= (35-48HRC) = (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)
O O

© £1&#A Most Suitable O &#& Suitable
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e R

Hardened Steels

sl ?# o

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

Q\
SH160-B2 = ° T s
- Fig1
‘ Lc
L
S|
27) 5k
4 Flutes Corner Radius, with
Variable Helix Fig2 ks
L
iTRS ES
Ordering code = 2 e L g Figure No.
SH160-B2-00501 0.5 0.25 1 50 4 1
SH160-B2-01002 1 0.5 2 50 4 1
SH160-B2-01503 15 0.75 3 50 4 1
SH160-B2-02004 2 1 4 50 4 1
SH160-B2-03006 3 15 6 50 4 1
SH160-B2-04008 4 2 8 50 4 2
SH160-B2-05010 5 2.5 10 50 6 1
SH160-B2-06012 6 3 12 50 6 2
SH160-B2-07014 7 3.5 14 60 8 1
SH160-B2-08014 8 4 14 60 8 2
SH160-B2-09016 9 4.5 16 75 10 1
SH160-B2-10018 10 5 18 75 10 2
SH160-B2-11020 11 55 20 75 12 1
SH160-B2-12022 12 6 22 75 12 2
SH160-B2-16026 16 8 26 100 16 2
R ~E Tol
R<3 +£0.015
R=3 +0.020
" 1497 B fizunit (mm)
PIM B8
Cutting Parameters
T{4#+#+ Workpiece Material
1234 5 6 123 12 3 12 3
i N PHE$ &K V37273 . N s
aal (353%5&0) BRAETHER g HRBHK (sﬁsfﬁffq%) (jﬁﬂgq (55%?&%0)
(<35HRC) - (<835HRC) (<32HRC) .
@] O

O f£xi&& Most Suitable

O &4 Suitable
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BEBRASEIHT) | solid Carbide Endmills

e B €

Hardened Steels

= SR

HRICHBAIESEP6TT  See page 6 for guidelines to icons

Q
SH160-B4 w=x K
- Fig1
‘ Lc
L
S
473k 3 .
4 Flutes Corner Radius, with
Variable Helix Figa © B
Lc
L
iTRS Es
Ordering code v B le L g Figure No.
SH160-B4-02004 2 1 4 50 4 1
SH160-B4-03006 3 15 6 50 4 1
SH160-B4-04008 4 2 8 50 4 2
SH160-B4-05010 5 25 10 50 6 1
SH160-B4-06012 6 3 12 50 6 2
SH160-B4-07014 7 35 14 60 8 1
SH160-B4-08014 8 4 14 60 8 2
SH160-B4-09016 9 4.5 16 75 10 1
SH160-B4-10018 10 5 18 75 10 2
SH160-B4-11020 11 55 20 75 12 1
SH160-B4-12022 12 6 22 75 12 2
SH160-B4-16026 16 8 26 100 16 2
R A% Tol
R<8 +0.015
R=3 +0.020
B {Funit (mm)
149
ISR
Cutling Parameters
T4## Workpiece Material
1234 5 6 123 12 3 12 3
N N PHE$#R&K Rk N s 5
o Fréif SRARGER T4 KBk Baaws PR PR
(<35HRC) (35-48HRC) (=35HRC) (232HRC) (35-45HRC) (<55HRC) (55-60HRC)
O O

O £i&#A Most Suitable O &4 Suitable
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e R

Hardened Steels

= SO

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

SHM100-SN2 t=n i
_Ot [ —
4 S Lc
27 EICERE L L1
4 Flutes Corner Radius, with Variable Helix L
TS
Ordering code © le 2 Ll L d
SHM100-SN2-00401 0.4 0.6 0.36 1 50 4
SHM100-SN2-00402 0.4 0.6 0.36 2 50 4
SHM100-SN2-00404 0.4 0.6 0.36 4 50 4
SHM100-SN2-00602 0.6 0.8 0.56 2 50 4
SHM100-SN2-00604 0.6 0.8 0.56 4 50 4
SHM100-SN2-00606 0.6 0.8 0.56 6 50 4
SHM100-SN2-00802 0.8 1.2 0.75 2 50 4
SHM100-SN2-00804 0.8 1.2 0.75 4 50 4
SHM100-SN2-00806 0.8 1.2 0.75 6 50 4
D A% Tol
D<1 0
-0.01
1<D<2 0
B -0.015
B {izunit (mm)
1507
HSHIER
Cutling Parameters
T{4#+#+ Workpiece Material
1234 5 6 123 12 3 12 3
RN N PHE5 & IREEER A S B
aal (351%&0) BRAETHER g HRBHK (?51%@%) (jgﬁgq (55;—$6F(;£I2WIIRC)
(<35HRC) (<35HRC) (<32HRC)
@] O

O B\i&A Most Suitable

O &4 Suitable
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BEBRASEIHT) | solid Carbide Endmills

e B €

Hardened Steels

Bl (¢ 6 om

#RICHAAIES%P6TT  See page 6 for guidelines to icons

SHM100-SN2 = 3 °
- Fig1 ©
Ut [ —
4 V4 N7 Q) Lc
27 W MEICER TSk -
4 Flutes Corner Radius, with Variable Helix L
) 4E8T continue
TS
Ordering code e le e b L d
SHM100-SN2-01006 1.0 15 0.95 6 50 4
SHM100-SN2-01008 1.0 15 0.95 8 50 4
SHM100-SN2-01010 1.0 15 0.95 10 50 4
SHM100-SN2-01508 1.5 2.0 1.44 8 50 4
SHM100-SN2-01510 15 2.0 1.44 10 50 4
SHM100-SN2-01512 15 2.0 1.44 12 50 4
SHM100-SN2-02008 2.0 3.0 1.92 8 50 4
SHM100-SN2-02010 2.0 3.0 1.92 10 50 4
SHM100-SN2-02012 2.0 3.0 1.92 12 50 4
D ~E Tol
D<1 0
-0.01
1<D<2 0
-0.015
B {Funit (mm)
1507
HIHISHIER
Cutling Parameters
T4## Workpiece Material
1234 5 6 123 12 3 12 3
2 aem iy S Rl Basws R HE
5 (35-48HRC) = (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)
@) O

O £&i&#A Most Suitable

-096 -

O iE#A Suitable




e R

Hardened Steels

Bl 0o

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

3 @
©
SHM100—BN2 (NEW Fig1 Ut _ [E— 4
P N L— e
2] R R E Bk Sk ) BT
4 Flutes Corner Radius, with Variable Helix
TS
Ordering code D R e GE Li L C
SHM100-BN2-00401 0.4 0.2 0.3 0.35 1 50 4
SHM100-BN2-00402 0.4 0.2 0.3 0.35 2 50 4
SHM100-BN2-00403 0.4 0.2 0.3 0.35 3 50 4
SHM100-BN2-00601 0.6 0.3 0.4 0.55 1 50 4
SHM100-BN2-00602 0.6 0.3 0.4 0.55 2 50 4
SHM100-BN2-00603 0.6 0.3 0.4 0.55 3 50 4
SHM100-BN2-00802 0.8 0.4 0.6 0.75 2 50 4
SHM100-BN2-00804 0.8 0.4 0.6 0.75 4 50 4
SHM100-BN2-00806 0.8 0.4 0.6 0.75 6 50 4
SHM100-BN2-01006 1.0 0.5 0.8 0.95 6 50 4
SHM100-BN2-01008 1.0 0.5 0.8 0.95 8 50 4
AZE Tol
0.4<R<2 +0.005
B {zunit (mm)
1507
FIHBHER
Cutting Parameters
T{4#+#+ Workpiece Material
1234 5 6 123 12 3 12 3
Ju aem PHE#E(E Tristk Baemg B B
il (35-48HRC) BRAETHER g HRBHK (35_45HRC) (<55HRC) (55-60HRC)
(<835HRC) (<835HRC) (<832HRC)
© O

O &4 Most Suitable

O &4 Suitable
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BEBRASEIHT) | solid Carbide Endmills

e B €

Hardened Steels

= SCE

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

SHM100-BN2 t=n s
K - [ —
2 S Lc -
271 E Bk Sk L1
4 Flutes Corner Radius, with Variable L
Helix
) 4E8T continue
TS
Ordering code e B le 2 L L d
SHM100-BN2-01010 1.0 0.5 0.8 0.95 10 50 4
SHM100-BN2-01206 1.2 0.6 1.0 1.15 6 50 4
SHM100-BN2-01208 1.2 0.6 1.0 1.15 8 50 4
SHM100-BN2-01210 1.2 0.6 1.0 1.15 10 50 4
SHM100-BN2-01508 1.5 0.75 1.4 1.44 8 50 4
SHM100-BN2-01510 1.5 0.75 1.4 1.44 10 50 4
SHM100-BN2-01512 1.5 0.75 1.4 1.44 12 50 4
SHM100-BN2-02008 2.0 1.0 1.6 1.92 8 50 4
SHM100-BN2-02010 2.0 1.0 1.6 1.92 10 50 4
SHM100-BN2-02012 2.0 1.0 1.6 1.92 12 50 4
~ZE Tol
0.4<R<2 +0.005
E{Funit (mm)
1507
IESHER
Cutling Parameters
T4## Workpiece Material
1234 5 6 123 12 3 12 3
2 aem iy S Rl Basws R HE
= (35-48HRC) = (35-45HRC) (<55HRC) (55-60HRC)
(<35HRC) (<35HRC) (<32HRC)
@) @)

O £&i&#A Most Suitable

-098 -

O iE#A Suitable



TN H@ﬁﬂbﬁz ¢ L 5

For Stainless Steel
#RICIHBAIES #P6TT See page 6 for guidelines to icons

2

US200-S2 o M——

L
S
27)F %
2 Flute, Standard Length - _ ?&, Ql
Fig2 A

L
Ord;]r-i%;f:ode D le L @ Figﬁf No.
US200-52-00501 05 1 50 4 1
US200-52-00802 0.8 2 50 4 1
US200-52-01003 1 3 50 4 1
US200-52-01504 15 4 50 4 1
US200-52-02006 2 6 50 4 1
US200-52-02508 25 8 50 4 1
US200-52-63008 3 8 50 6 1
US200-52-03009 3 9 50 4 1
US200-52-03510 35 10 50 4 1
~E Tol
b=12 $02
D>12 Bos

B {zunit (mm)

1517

g

HBHER

Cutting Parameters

T{4#t#} Workpiece Material
1234 5 6 123 12 3 12 4
i N PHS g ek - missa i
i) : BAEEHES% 5 wEE
BEW = SREREH TN WBHHK HEHREE
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) { <HB200)
O O ©) © O O O O

O RIEA Most Suitable O iEA Suitable
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BEBRASEIHT) | solid Carbide Endmills

BN

For Stainless Steel

= SMOE

HRICHBAIESEP6TT  See page 6 for guidelines to icons

US200-S2 . - =
Fig1 ‘ Le
L
S
27)F 3
2 Flute, Standard Length - — L A
Fig2
‘ Le
L
) 4281 continue
TS ES
Ordering code 2 le L g Figure No.
US200-S2-04011 4 11 50 4 2
US200-S2-64011 4 11 50 6 1
US200-S2-05013 5 13 50 6 1
US200-S2-06016 6 16 50 6 2
US200-5S2-08020 8 20 60 8 2
US200-S2-10025 10 25 75 10 2
US200-S2-12030 12 30 75 12 2
US200-S2-16036 16 36 100 16 2
US200-S2-20045 20 45 100 20 2
NE Tol
D<12 oo
D>12 Bos
B {unit (mm)
151/
ISR
Cutling Parameters
T {4## Workpiece Material
1234 5 6 1238 12 123 4
235 N PHE$kEM IREEER .
£ - BiRAE HEE
A&W = S RRIER N TEEW KEBHH
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450) ( <HB400)
O O © © O O O

O fRiE#& Most Suitable

-100 -

O i&E#& Suitable




w0 ®6

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

B

For Stainless Steel

USZOO—SS4 Fig1
47153 7k :

4 Flute, Stub Length

Ord;]r-ii’rzzode 2 le L g Figlf': No.
US200-S54-02004 2 4 50 4 1
US200-S54-03004 3 4 50 4 1
US200-S54-04060 4 6 50 4 2
US200-S54-05008 5 8 50 6 1
US200-S54-06009 6 9 50 6 2
US200-S54-08010 8 10 60 8 2
US200-S54-10012 10 12 75 10 2
US200-S54-12016 12 16 75 12 2
US200-854-14020 14 20 75 14 2
US200-S54-16024 16 24 100 16 2
US200-854-18027 18 27 100 18 2
US200-S54-20030 20 30 100 20 2

D N Tol
D<12 oo
D>12 o3

Efzunit (mm)

1513
PHIBEER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 123 4
RN N PHE#R& ISR m A 2
=] ﬁgﬂ - /=mA ﬁ ﬁ [=] ﬁ
(<§5§H€§C) (35-48HRC) E(’Eggﬁg’:ﬁﬂ T (E%H%Ff*c) ( <HB450) ( <HB400)
O @] © O O @) O

O £I1&& Most Suitable

O i&E#A Suitable
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BEBRASEIHT) | solid Carbide Endmills

AR

For Stainless Steel

e 0 ®6

#RICIHBAIES £P6TT See page 6 for guidelines to icons

US200-S4

2

Fig1
L ‘ Lc
3z 3
471 —
4 Flute, Standard Length N _ @, Ql
Fig2
Lc
L
155 ES
Ordering code = le L g Figure No.
US200-S4-01003 1 3 50 4 1
US200-S4-01504 1.5 4 50 4 1
US200-S4-02006 2 6 50 4 1
US200-S4-02508 25 8 50 4 1
US200-S4-63008 3 8 50 6 1
US200-S4-03009 3 9 50 4 1
US200-S4-03510 35 10 50 4 1
US200-S4-04011 4 11 50 4 2
US200-S4-64011 4 11 50 6 1
US200-S4-05013 5 13 50 6 1
US200-S4-06016 6 16 50 6 2
US200-S4-08020 8 20 60 8 2
US200-S4-10025 10 25 75 10 2
US200-S4-12030 12 30 75 12 2
US200-S4-16036 16 36 100 16 2
US200-S4-20045 20 45 100 20 2
NE Tol
0
D=<12
-0.02
151/ 8 g
h D>12 -0.03
ISR E{Zunit (mm)
Cutling Parameters
T {4## Workpiece Material
1234 5 6 1238 12 123 4
235 N PHE$kEM IREEER oy
= - BREE HEE
A&W = S RRIER N TEEW KEBHH
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450) ( <HB400)
O O @) © O O O

O fRiE#& Most Suitable

-102 -

O i&E#& Suitable




B

For Stainless Steel

w0 ®6

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

US200-SN4

47) K3 S

4 Flute, with Reduced Neck

Diameter

T ==y

Fig1 bolLe

||

L1
L
ST
‘ Lc
1

Fig2
L

B
Ordering code w le £ e L g Figure No.
US200-SN4-02008 2 4 1.9 8 50 4 1
US200-SN4-04012 4 8 3.8 12 50 4 2
US200-SN4-06018 6 13 5.8 18 50 6 2
US200-SN4-08025 8 19 7.5 25 60 8 2
US200-SN4-10032 10 22 9.5 32 75 10 2
US200-SN4-12034 12 24 11 34 75 12 2
US200-SN4-16036 16 26 15 36 100 16 2
US200-SN4-20040 20 28 19 40 100 20 2
D NE Tol
0
D=<12 ~0.02
0
D>12 _0.03
B fizunit (mm)
151%.
PIHISHIER
Cutling Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 123 4
55 N PHE5 kR IREEEk -
=W : BREE HEE
AW = SREREN TR RBHEH
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450) ( <HB400)
O O O @) O O O

O £I1&& Most Suitable

O i&E#A Suitable
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BEBRASEIHT) | solid Carbide Endmills

wiled 0)¢/8 e

#RICIHBAIES £P6TT See page 6 for guidelines to icons

BN

For Stainless Steel

USZOO—RZ Fig1 ° _ _ LLé[
27) B f L ;

2 Flute, Corner Radius

— — —0
Fig2 I
‘ Lc
L
155 S
Ordering code D e r L g Figure No.
US200-R2-03003 3 9 0.3 50 4 1
US200-R2-03005 3 9 0.5 50 4 1
US200-R2-04002 4 1 0.2 50 4 2
US200-R2-64002 4 11 0.2 50 6 1
US200-R2-04003 4 1 0.3 50 4 2
US200-R2-64003 4 11 0.3 50 6 1
US200-R2-64005 4 11 0.5 50 6 1
US200-R2-05002 5 13 0.2 50 6 1
US200-R2-05003 5 13 0.3 50 6 1
US200-R2-05005 5 13 0.5 50 6 1
US200-R2-06002 6 16 0.2 50 6 2
US200-R2-06003 6 16 0.3 50 6 2
US200-R2-06005 6 16 0.5 50 6 2
NE Tol
0
D<12 _0.02
0
D>12 _0.03
B {izunit (mm)
151/
PIHISHIER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 123 4
23] & PHE#EE IREEER o
= - BREE HEE
AL = S RETEN T KEHEG
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450) ( <HB400)
O O @) © O O O

O fRiE#& Most Suitable

-104 -

O i&E#& Suitable



B

For Stainless Steel

=L SO

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

USZOO—RZ Fig1 ° _ _ Lﬁ»ﬁ
27 B fa 3k L «

2 Flute, Corner Radius

Figz o N SO ©
‘ Lc
L
) 287 continue

Ordgiiiode 2 le i L g Fig: No.
US200-R2-08005 8 20 05 60 8 2
US200-R2-08010 8 20 1 60 8 2
US200-R2-10005 10 25 0.5 75 10 2
US200-R2-10010 10 25 1 75 10 2
US200-R2-10015 10 25 15 75 10 2
US200-R2-12005 12 30 0.5 75 12 2
US200-R2-12010 12 30 1 75 12 2
US200-R2-12015 12 30 15 75 12 2
US200-R2-16005 16 36 0.5 100 16 2
US200-R2-16010 16 36 1 100 16 2
US200-R2-16020 16 36 2 100 16 2
US200-R2-16030 16 36 3 100 16 2

D A% Tol
b<i2 Sz
D>12 S0

B fizunit (mm)

1517
MBI
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 123 12 123 4
W A PH5 & TRFER rsm A 2
=] ﬁﬂﬂ - /=mA ﬁn ﬁ
(<§§f§0) (35-48HRC) E(Jfgﬁfg)m e (E%H%F?C) ( <HB450) ( <HB400)
O O ©) @) O @) @)

O £I1&& Most Suitable

O i&E#A Suitable

-105 -



BEBRASEIHT) | solid Carbide Endmills

BN

For Stainless Steel

wiled 026 e

#RICIHBAIES £P6TT See page 6 for guidelines to icons

USZOO—R3 Fig1
371 [ f sk

3 Flute, Corner Radius

Fig2
1155 S
Ordering code D e r L g Figure No.
US200-R3-02001 2 6 0.1 50 4 1
US200-R3-02002 2 6 0.2 50 4 1
US200-R3-04002 4 1 0.2 50 4 2
US200-R3-04005 4 11 0.5 50 4 2
US200-R3-06002 6 16 0.2 50 6 2
US200-R3-06005 6 16 0.5 50 6 2
US200-R3-08005 8 20 0.5 60 8 2
US200-R3-08010 8 20 1 60 8 2
US200-R3-10005 10 25 0.5 75 10 2
US200-R3-10010 10 25 1 75 10 2
US200-R3-10015 10 25 1.5 75 10 2
US200-R3-10020 10 25 2 75 10 2
A% Tol
0
D<12 _0.02
0
D>12 ~0.03
B {zunit (mm)
151/
PIHISHIER
Cutling Parameters
T {4## Workpiece Material
1234 5 6 123 12 123 4
23] N PHE#EE 37353 o
= - BREE HEE
AL = S RETEN T KEHEG
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450) ( <HB400)
O O (@) © O (@) O

O fRiE#& Most Suitable
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O i&E#& Suitable




B

For Stainless Steel

=L STMPYC

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

USZOO—R3 Fig1
371 [E fk

3 Flute, Corner Radius

Fig2
) 287 continue

Ordgiiiode 2 le i L g Fig: No.
US200-R3-12005 12 30 05 75 12 2
US200-R3-12010 12 30 1 75 12 2
US200-R3-12015 12 30 15 75 12 2
US200-R3-16005 16 36 0.5 100 16 2
US200-R3-16010 16 36 1 100 16 2
US200-R3-16020 16 36 2 100 16 2
US200-R3-16030 16 36 3 100 16 2
US200-R3-20005 20 45 0.5 100 20 2
US200-R3-20010 20 45 1 100 20 2
US200-R3-20020 20 45 2 100 20 2
US200-R3-20040 20 45 4 100 20 2

A% Tol
D=12 o2
D>12 S0

B {zunit (mm)

1517
MBI
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 6 128 12 123 4
R ~ PHE#ZE & IREEEk rsm A &
=] ﬁm o /=ma % [=] ﬁ
(<§5§j§0) (35-48HRC) 3’5@?&9@? TEN (ik;%ﬁfﬁ) ( <HB450) ( <HB400)
O O (@) @) O @) @)

O £I1&& Most Suitable

O i&E#A Suitable
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BEBRASEIHT) | solid Carbide Endmills

e 0 @6

#RICIHBAIES £P6TT See page 6 for guidelines to icons

BN

For Stainless Steel

US200-R4 o - 1 o
Fig1
L ‘ Lc
S|
A7) E A Sk p
4 Flute, Corner Radius - _ o
Fig2
Le
L |—LC
155 ES

Ordering code D e r L g Figure No.
US200-R4-02002 2 6 0.2 50 4 1
US200-R4-03003 3 9 0.3 50 4 1
US200-R4-03005 3 9 0.5 50 4 1
US200-R4-64002 4 11 0.2 50 6 1
US200-R4-64003 4 1 0.3 50 6 1
US200-R4-04003 4 11 0.3 50 4 2
US200-R4-04005 4 1 0.5 50 4 2
US200-R4-05005 5 13 0.5 50 6 1
US200-R4-06005 6 16 0.5 50 6 2

D NE Tol
D<12 oo
D>12 9
-0.03
B {unit (mm)

1517
PHSEER
Cutling Parameters
T &#t# Workpiece Material
1234 5 6 123 12 123 4
BIW N PHES k& KSR s
AEW - BiRAE HEE
(f; 5%%0) (35-48HRC) E'z fg‘;j‘;ﬁfm TR (fé%ﬁf’é) ( <HB450) ( <HB400 )
O O @) o O O O

O fRiE#& Most Suitable

-108 -

O i&E#& Suitable




AN

For Stainless Steel

= SR

#RICIHBAIES £P6TT See page 6 for guidelines to icons

h
LJS;:Z()()"F“l Fig1 % B 1 =
L ‘ Lc
S
47]E A 3 <
4 Flute, Corner Radius . B 4
Fig2
Le
L . LC
) 28T continue
T8 S ES
Ordering code i e r L g Figure No.
US200-R4-08002 8 20 0.2 60 8 2
US200-R4-08005 8 20 0.5 60 8 2
US200-R4-08010 8 20 1 60 8 2
US200-R4-10005 10 25 0.5 75 10 2
US200-R4-10010 10 25 1 75 10 2
US200-R4-12010 12 30 1 75 12 2
US200-R4-16010 16 36 1 100 16 2
US200-R4-20010 20 45 1 100 20 2
D A% Tol
0
D=<12 -0.02
0
D>12 ~0.03
B {zunit (mm)
151%.
PIHISBEER
Cutting Parameters
T {4#t# Workpiece Material
1234 5 6 128 12 123 4
257 ™ PHE$kEE IREEER .
£ - BRAE HKEE
AEW = SRAEREEN TEEW BREBHH
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450) ( <HB400)
O O (@) © O O O

O fRiE#H Most Suitable

)]

i&#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

=S

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

AR

For Stainless Steel

Q
USZOO—BZ Fig1 ’3] - T
L Lﬁ,
S
273Kk .
2 Flute, Ballnose
Fig2 l o — |
nel
‘ Lc
L - -
iTRS E=
Ordering code © R le L g Figure No.
US200-B2-01002 1 0.5 2 50 4 1
US200-B2-01503 1.5 0.75 3 50 4 1
US200-B2-02004 2 1 4 50 4 1
US200-B2-03006 3 1.5 6 50 4 1
US200-B2-63006 3 15 6 50 6 1
US200-B2-04008 4 2 8 50 4 2
US200-B2-64008 4 2 8 50 6 1
US200-B2-05010 5 25 10 50 6 1
US200-B2-06012 6 3 12 50 6 2
US200-B2-08014 8 4 14 60 8 2
US200-B2-10018 10 5 18 75 10 2
US200-B2-12022 12 6 22 75 12 2
US200-B2-16026 16 8 26 100 16 2
US200-B2-20038 20 10 38 100 20 2
R A% Tol
R<3 +0.015
R=3 +0.020
B {unit (mm)
1513
ISR
Cutling Parameters
T H##4# Workpiece Material
1234 5 6 123 12 123 4
W & PHE & V37273 oy
&M - BEReE HKEE
AEW = SRR AW REFHHk
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450) ( <HB400 )
@] O O O O O O

O £i&#& Most Suitable
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O iE#& Suitable




AEH

For Stainless Steel

=S

#RICIHBAIES #P6TT See page 6 for guidelines to icons

US200-B4

47) Bk sk

4 Flute, Ballnose

ﬂ

e

Fig1

<

.

e

Fig2

L Lc

L8

TS ES
Ordering code D R le L g Figure No.
US200-B4-01002 1 0.5 2 50 4 1
US200-B4-01503 1.5 0.75 3 50 4 1
US200-B4-02004 2 1 4 50 4 1
US200-B4-03006 3 15 6 50 4 1
US200-B4-63006 3 15 6 50 6 1
US200-B4-04008 4 2 8 50 4 2
US200-B4-64008 4 2 8 50 6 1
US200-B4-05010 5 25 10 50 6 1
US200-B4-06012 6 3 12 50 6 2
US200-B4-08014 8 4 14 60 8 2
US200-B4-10018 10 5 18 75 10 2
US200-B4-12022 12 6 22 75 12 2
US200-B4-16026 16 8 26 100 16 2
US200-B4-20038 20 10 38 100 20 2
R N Tol
R<3 +0.015
R=3 +0.020
E{zunit (mm)
151%.
PIHISHIER
Cutling Parameters
T{4#+#} Workpiece Material
1234 5 6 123 12 123 4
o e PHEBEHE S Rl wEE Hae
[=] —J A [N
(<35HRC) (35-48HRC) (<35HRC) (<32HRC) ( <HB450 ) ( <HB400)
O O O (@) O O O

O B\i&A Most Suitable

O &4 Suitable

-11-



BEBRASEIHT) | solid Carbide Endmills

= IC

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

wme
=N=]
For Aluminum Alloys

UA100-S2 k - - =
- Fig1 ‘ Le
L
S
27)F 3% —
2 Flute, Standard Length ° - B Ql
Fig2 ‘ .
L C
TS B s
Ordering code & e L @ Figure No.
UA100-S2-01003 1 3 50 4 1
UA100-S2-02006 2 6 50 4 1
UA100-S2-03009 3 9 50 4 1
UA100-S2-63009 3 9 50 6 1
UA100-S2-04011 4 11 50 4 2
UA100-S2-64011 4 11 50 6 1
UA100-S2-05013 5 13 50 6 1
UA100-S2-06016 6 16 50 6 2
UA100-S2-07020 7 20 60 8 1
UA100-S2-08020 8 20 60 8 2
UA100-S2-09023 9 23 75 10 1
UA100-S2-10025 10 25 75 10 2
UA100-S2-12030 12 30 75 12 2
UA100-S2-16036 16 36 100 16 2
UA100-S2-20045 20 45 100 20 2
KE Tol
0
D=<12 _0.02
D>12 03
b 15ﬁ B {Sunit (mm)
~ aga
ISR
Cutling Parameters
T H##4# Workpiece Material
1234 5 128 12 123 3 4
x5 ERE e .
oyt A HA i Btas HERAS Aas
(<35HRC) (35-48HRC) (<32HRC) (Si<12%) (Si>12%) ( <HB200 )
(@) O ©)

O £i&#& Most Suitable
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O iE#& Suitable
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For Aluminum Alloys

=== WCAL IS

#RICIHBAIES #P6TT See page 6 for guidelines to icons

UA100-SL2

Fig1
L Lc
3z 3
271 NNk -
2 Flute, Long Flute Length Utfi - mﬂt
Fig2 —
L Lc
iT5S ES
Ordering code D le L g Figure No.
UA100-SL2-02020 2 20 75 4 1
UA100-SL2-03025 3 25 75 4 1
UA100-SL2-04030 4 30 75 4 2
UA100-SL2-05030 5 30 75 6 1
UA100-SL2-06035 6 35 75 6 2
UA100-SL2-08040 8 40 100 8 2
UA100-SL2-10045 10 45 100 10 2
UA100-SL2-12050 12 50 100 12 2
UA100-SL2-16060 16 60 150 16 2
UA100-SL2-20070 20 70 150 20 2
RE Tol
p<12 S0
D>12 o3
B fizunit (mm)
154
PIHISBEER
Cutting Parameters
T {4#t# Workpiece Material
1234 5 123 12 123 3 4
257 N IREEE BEREE RPN o
&am G5 ahe) e B HEEse e (e
(<35HRC) (<32HRC) (Si<12%)
O O (@)

O fRiE#H Most Suitable

O iE#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

wme
=N=]
For Aluminum Alloys

= IC

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

Ut — =
UA100-SH2 =
L
kY S
2NKmT | oSS
. i — - o
2 Flute, with Long Shank Length |1
Fig2 ‘ Lc
L
TS B s
Ordering code & e L @ Figure No.
UA100-SH2-02006 2 6 75 4 1
UA100-SH2-03009 3 9 75 4 1
UA100-SH2-04010 4 10 75 4 2
UA100-SH2-06015 6 16 75 6 2
UA100-SH2-08020 8 20 100 8 2
UA100-SH2-10025 10 25 100 10 2
UA100-SH2-12030 12 30 100 12 2
UA100-SH2-16036 16 36 150 16 2
UA100-SH2-20045 20 45 150 20 2
NE Tol
0
D<12 802
D>12 B0
B {Zunit (mm)
154
PIHIBRIER
Cutling Parameters
T H##4# Workpiece Material
1234 5 123 12 123 3 4
23] N 3353 BEREE e A Y
&8 G5 r) T KBS HEEAS nish B
(<35HRC) (<32HRC) (Si<12%) °
©) @) ©)

O £&i&#& Most Suitable
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O iE#& Suitable
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For Aluminum Alloys

=== S MY

#RICIHBAIES #P6TT See page 6 for guidelines to icons

— - ()
U A 1 O 0 - S 3 Fig1 ° j
Lc
3 y] ‘I 9 ~ L
3 Flute, Standard Length — T
Fig2 © — Dl
Lc
L
iT5S ES
Ordering code D le L g Figure No.
UA100-S3-02006 2 6 50 4 1
UA100-S3-03009 3 9 50 4 1
UA100-S3-04011 4 11 50 4 2
UA100-S3-05013 5 13 50 6 1
UA100-S3-06016 6 16 50 6 2
UA100-S3-07020 7 20 60 8 1
UA100-S3-08020 8 20 60 8 2
UA100-S3-09023 9 23 75 10 1
UA100-S3-10025 10 25 75 10 2
UA100-S3-12030 12 30 75 12 2
UA100-S3-16036 16 36 100 16 2
UA100-S3-18038 18 38 100 18 2
UA100-S3-20045 20 45 100 20 2
A Tol
b<i2 S0
D>12 203
B fizunit (mm)
15410
PIHISBEER
Cutting Parameters
T {4#t# Workpiece Material
1234 5 123 12 123 3 4
IR EHRE oy -
oyt A2 REN i i #wEEs mas
(<35HRC) (35-48HRC) (<32HRO) (Si<12%) (Si>12%) ( <HB200)

O fRiE#H Most Suitable

O iE#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

BE

For Aluminum Alloys

=Y

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

UA100-SL3

Fig1 ‘ Le
o L
3
3NKANF L B B
3 Flute, Long Flute Length U¢ mo
Fig2 N —
‘ Lc ‘
L 1
T8RS ES
Ordering code & e L @ Figure No.
UA100-SL3-02020 2 20 75 4 1
UA100-SL3-03025 3 25 75 4 1
UA100-SL3-04030 4 30 75 4 2
UA100-SL3-05030 5 30 75 6 1
UA100-SL3-06035 6 35 75 6 2
UA100-SL3-08040 8 40 100 8 2
UA100-SL3-10045 10 45 100 10 2
UA100-SL3-12050 12 50 100 12 2
UA100-SL3-16060 16 60 150 16 2
UA100-SL3-20070 20 70 150 20 2
D NE Tol
D<12 oo
0
D>12 ~0.03
B {unit (mm)
1547/
ISR
Cutling Parameters
T H##4# Workpiece Material
1234 5 128 12 123 3 4
23] IREEER BEREE kg -
(<35HRC) (<32HRC) (Si<12%) °
O O ©

O £i&#& Most Suitable
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O iE#& Suitable



For Aluminum Alloys

=== S MY

#RICIHBAIES #P6TT See page 6 for guidelines to icons

S

UA100-SH3 o T mﬁ
37 KME L : _
3 Flute, with Long Shank Length Ut T— = - j
Fig2 e
L
N q=
Ordgfgzode D Le L d Fig: No.
UA100-SH3-02008 2 8 75 4 1
UA100-SH3-03010 3 10 75 4 1
UA100-SH3-04012 4 12 75 4 2
UA100-SH3-06016 6 16 75 6 2
UA100-SH3-08020 8 20 100 8 2
UA100-SH3-10025 10 25 100 10 2
UA100-SH3-12030 12 30 100 12 2
UA100-SH3-16036 16 36 150 16 2
UA100-SH3-20045 20 45 150 20 2
2z Tol
D=12 802
D>12 o3

B fizunit (mm)

1540
HIS LR
Cutting Parameters
T {4#t# Workpiece Material
1234 5 123 12 123 3 4
220 A REE WIERER e o
I aa - : i HEE et
(<3§i§0) (35-48HRC) THR (fgfﬁg) i’rj’;ﬁ (Si=>12%) ( <HB200 )
@) O @)

O fRiE#H Most Suitable

O iE#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

ma QU@@@

For Aluminum Alloys
Y HRICHBAIES%EP6TT  See page 6 for guidelines to icons

UA100-R2 o — - = ﬁ
271 Bl 3k NS

2 Flute, Corner Radius

Fig2 _01 .
L
o =
Ord;]r-i—r%zode D Le 7 L d Fig: No.
UA100-R2-01001 1 3 0.1 50 4 1
UA100-R2-02002 2 6 0.2 50 4 1
UA100-R2-03002 3 9 0.2 50 4 1
UA100-R2-03003 3 9 0.3 50 4 1
UA100-R2-63003 3 9 0.3 50 6 1
UA100-R2-03005 & 9 0.5 50 4 1
UA100-R2-63005 3 9 0.5 50 6 1
UA100-R2-04002 4 11 0.2 50 4 2
UA100-R2-04003 4 1 0.3 50 4 2
UA100-R2-64003 4 11 0.3 50 6 1
UA100-R2-04005 4 11 0.5 50 4 2
UA100-R2-64005 4 11 0.5 50 6 1
UA100-R2-04010 4 11 1 50 4 2
UA100-R2-05002 5 13 0.2 50 6 1
UA100-R2-05003 5 13 0.3 50 6 1
A% Tol
D<12 e
D>12 03
15478 B fiTunit (mm)
s
T H##4# Workpiece Material
P m 3 N
1234 5 123 12 123 3 4
R P
(<835HRC) (<32HRC) (Si<12%)
O O O

O &i&#A Most Suitable O &4 Suitable
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For Aluminum Alloys
Y #RICHLAAIES%P6TT  See page 6 for guidelines to icons

UA100-R2 o -
271 Bl f -

2 Flute, Corner Radius

Fig2 U) .
) 4£87 continue L

Ordgfgiode 1 e I L g Figf‘f No.
UA100-R2-05005 5 13 0.5 50 6 1
UA100-R2-05010 5 13 1 50 6 1
UA100-R2-05015 5 13 15 50 6 1
UA100-R2-06005 6 16 0.5 50 6 2
UA100-R2-06010 6 16 1 50 6 2
UA100-R2-06015 6 16 15 50 6 2
UA100-R2-06020 6 16 2 50 6 2
UA100-R2-08005 8 20 0.5 60 8 2
UA100-R2-08010 8 20 1 60 8 2
UA100-R2-08015 8 20 15 60 8 2
UA100-R2-08020 8 20 2 60 8 2
UA100-R2-10005 10 25 0.5 75 10 2
UA100-R2-10010 10 25 1 75 10 2
UA100-R2-10015 10 25 15 75 10 2
UA100-R2-10020 10 25 2 75 10 2

D AE Tol
D<12 Sz
D>12 o3
b 15&?‘ B fifunit (mm)
T {4#t# Workpiece Material
P m 3 N
1234 5 123 12 123 3 4
Aam Aam R i eaa picdaiond hee
(<35HRC) (35-48HRC) (<32HRO) (Si<12%) (Si>12%) ( <HB200)
@) O @)

© £i&A Most Suitable O i&#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

ma QU@@@

For Aluminum Alloys
Y HRICHBAIES%EP6TT  See page 6 for guidelines to icons

UA100-R2 9 - - o
27) Bl 3 -

2 Flute, Corner Radius

5 _
) 4E8T continue L
Ord;]r-i—r%zode 2 le 2 L g Figﬁ: No.
UA100-R2-10025 10 25 2.5 75 10 2
UA100-R2-12005 12 30 0.5 75 12 2
UA100-R2-12010 12 30 1 75 12 2
UA100-R2-12015 12 30 1.5 75 12 2
UA100-R2-12020 12 30 2 75 12 2
UA100-R2-12025 12 30 25 75 12 2
UA100-R2-16005 16 36 0.5 100 16 2
UA100-R2-16010 16 36 1 100 16 2
UA100-R2-16015 16 36 15 100 16 2
UA100-R2-16020 16 36 2 100 16 2
UA100-R2-16025 16 36 25 100 16 2
UA100-R2-20005 20 45 0.5 100 20 2
UA100-R2-20010 20 45 1 100 20 2
UA100-R2-20015 20 45 15 100 20 2
UA100-R2-20020 20 45 2 100 20 2
UA100-R2-20030 20 45 3 100 20 2
A% Tol
e D<12 oo
T D>12 03
gﬁlfpﬁﬂ'& B {unit (mm)
T H##4# Workpiece Material
P m @ N
1234 5 123 12 123 3 4
a ‘% O A,
(<835HRC) (<832HRC) (Si<12%)
O O O

O &i&#A Most Suitable O &4 Suitable
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For Aluminum Alloys

=== IS

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

7
5 - ﬁr
UA100-RH2 - L
L
S
271K WE A 3
2 Flute Corner Radius, with Long ‘ot—i -
Shank Length Fig2
L
155 ES
Ordering code 1 e r L g Figure No.
UA100-RH2-06005 6 16 0.5 75 6 2
UA100-RH2-06010 6 16 1 75 6 2
UA100-RH2-06015 6 16 15 75 6 2
UA100-RH2-06020 6 16 2 75 6 2
UA100-RH2-08005 8 20 0.5 100 8 2
UA100-RH2-08010 8 20 1 100 8 2
UA100-RH2-08015 8 20 1.5 100 8 2
UA100-RH2-08020 8 20 2 100 8 2
UA100-RH2-10005 10 25 0.5 100 10 2
UA100-RH2-10010 10 25 1 100 10 2
UA100-RH2-10015 10 25 1.5 100 10 2
UA100-RH2-10020 10 25 2 100 10 2
UA100-RH2-10025 10 25 25 100 10 2
UA100-RH2-12005 12 30 0.5 100 12 2
RE Tol
b=12 $02
D>12 Sos
B fzunit (mm)
154
PIHISHIER
Cutting Parameters
T {4#t# Workpiece Material
1234 5 123 12 123 3 4
257 N IREEE BERE sen A oA
aem (35 aaHRO) A5 B siEn (it ( Shis00)
(<35HRC) (<32HRC) (Si<12%)
© O (@)

O &iEA Most Suitable

O iE#& Suitable
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For Aluminum Alloys
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HRICHBAIES%EP6TT  See page 6 for guidelines to icons

UA100-RH2

Fig1 ‘ Lc
L
S
27 WE
2 Flute Corner Radius, with Long *ot —
Shank Length Fig2
L
) 87 continue
iT55 ES
Ordering code 2 le r L g Figure No.
UA100-RH2-12010 12 30 1 100 12 2
UA100-RH2-12015 12 30 1.5 100 12 2
UA100-RH2-12020 12 30 2 100 12 2
UA100-RH2-12025 12 30 25 100 12 2
UA100-RH2-16005 16 36 0.5 150 16 2
UA100-RH2-16010 16 36 1 150 16 2
UA100-RH2-16015 16 36 1.5 150 16 2
UA100-RH2-16020 16 36 2 150 16 2
UA100-RH2-16025 16 36 25 150 16 2
UA100-RH2-20005 20 45 0.5 150 20 2
UA100-RH2-20010 20 45 1 150 20 2
UA100-RH2-20015 20 45 1.5 150 20 2
UA100-RH2-20020 20 45 2 150 20 2
UA100-RH2-20030 20 45 3 150 20 2
2% Tol
D<12 oo
D>12 Bos
B {unit (mm)
154
PIHISHIER
Cutling Parameters
T H##4# Workpiece Material
1234 5 123 12 123 3 4
IR jE5a o
o &2 eii aRes HEEaS Aas
e (35-48HRC) g HREBHHR HEREE (Si=>12%) ( <HB200 )
(<35HRC) (<32HRC) (Si<12%)
©) O ©)

=

O £

&4 Most Suitable
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For Aluminum Alloys

== S LI

#RICHLAAIES%P6TT  See page 6 for guidelines to icons

l-’l‘:l()()"F{E; Figt © — o
L ‘ Lc
S
371 Elfak
3 Flute, Corner Radius
Fig2 |
L
TS ES
Ordering code e r L g Figure No.
UA100-R3- 01001 3 0.1 50 4 1
UA100-R3- 02002 6 0.2 50 4 1
UA100-R3- 03002 9 0.2 50 4 1
UA100-R3- 03003 9 0.3 50 4 1
UA100-R3- 03005 9 0.5 50 4 1
UA100-R3- 04002 11 0.2 50 4 2
UA100-R3- 04003 11 0.3 50 4 2
UA100-R3- 04005 11 0.5 50 4 2
UA100-R3- 04010 11 1 50 4 2
UA100-R3- 05002 13 0.2 50 6 1
UA100-R3- 05003 13 0.3 50 6 1
UA100-R3- 05005 13 0.5 50 6 1
UA100-R3- 05010 13 1 50 6 1
UA100-R3- 05015 13 1.5 50 6 1
~NE Tol
0
b=12 -0.02
0
D>12 -0.03
B fzunit (mm)
1547
HSHIER
Cutting Parameters
T {4#t# Workpiece Material
1234 5 123 12 123 3 4
R EEE N
by aem S Ko b BiBEA mas
2 (35-48HRC) = (Si>12%) ( <HB200)
(<35HRC) (<832HRC) (Si<12%)
) O @)

O Bi&#& Most Suitable

O iE#& Suitable
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For Aluminum Alloys
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HRICHBAIES%EP6TT  See page 6 for guidelines to icons

UA100-R3
371E Ak

3 Flute, Corner Radius

Fig2
) 87 continue
Ord;]r-i—r%zode 2 le b L g Figﬁf No.
UA100-R3- 06005 6 16 0.5 50 6 2
UA100-R3- 06010 6 16 1 50 6 2
UA100-R3- 06015 6 16 15 50 6 2
UA100-R3- 06020 6 16 2 50 6 2
UA100-R3- 08005 8 20 0.5 60 8 2
UA100-R3- 08010 8 20 1 60 8 2
UA100-R3- 08015 8 20 15 60 8 2
UA100-R3- 08020 8 20 2 60 8 2
UA100-R3- 10005 10 25 0.5 75 10 2
UA100-R3- 10010 10 25 1 75 10 2
UA100-R3- 10015 10 25 15 75 10 2
UA100-R3- 10020 10 25 2 75 10 2
UA100-R3- 10025 10 25 25 75 10 2
UA100-R3- 12005 12 30 0.5 75 12 2
NE Tol
D<12 oo
D>12 Bos
B {unit (mm)
154
h
et
T H##4# Workpiece Material
P m @ N
1234 5 123 12 123 3 4
oyt A& FHR S ehas FERAS AaE
(<35HRC) (35-48HRC) (<32HRC) (Si<12%) (Si>12%) ( <HB200 )
O O O

O £i&#& Most Suitable
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For Aluminum Alloys
Y #RICHLAAIES%P6TT  See page 6 for guidelines to icons

UA100-R3
371E 3k

3 Flute, Corner Radius

Fig2
) 287 continue
iTRS ES
Ordering code 1 e r L g Figure No.
UA100-R3- 12010 12 30 1 75 12 2
UA100-R3- 12015 12 30 15 75 12 2
UA100-R3- 12020 12 30 2 75 12 2
UA100-R3- 12025 12 30 2.5 75 12 2
UA100-R3- 16005 16 36 0.5 100 16 2
UA100-R3- 16010 16 36 1 100 16 2
UA100-R3- 16015 16 36 1.5 100 16 2
UA100-R3- 16020 16 36 2 100 16 2
UA100-R3- 16025 16 36 25 100 16 2
UA100-R3- 20005 20 45 0.5 100 20 2
UA100-R3- 20010 20 45 1 100 20 2
UA100-R3- 20015 20 45 1.5 100 20 2
UA100-R3- 20020 20 45 2 100 20 2
UA100-R3- 20030 20 45 3 100 20 2
N Tol
0
D<12 ~0.02
0
D>12 ~0.03
B fzunit (mm)
154
PIHISBEER
Cutting Parameters
T {4#t# Workpiece Material
1234 5 123 12 123 3 4
i 4O A .
oy asm S KN i wites Aas
2 (35-48HRC) = (Si>12%) ( <HB200)
(<35HRC) (<32HRC) (Si<12%)

O BiEA Most Suitable O i&E& Suitable
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For Aluminum Alloys

=== SN

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

UA100-RH3

Fig1
L
S
<
37 WE Ak
3 Flute Corner Radius, with Long .03,7 ﬂ
Shank Length Fig2 . . Le
iTRS ES
Ordering code 2 le r L g Figure No.
UA100-RH3-06005 6 16 0.5 75 6 2
UA100-RH3-06010 6 16 1 75 6 2
UA100-RH3-06015 6 16 1.5 75 6 2
UA100-RH3-06020 6 16 2 75 6 2
UA100-RH3-08005 8 20 0.5 100 8 2
UA100-RH3-08010 8 20 1 100 8 2
UA100-RH3-08015 8 20 1.5 100 8 2
UA100-RH3-08020 8 20 2 100 8 2
UA100-RH3-10005 10 25 0.5 100 10 2
UA100-RH3-10010 10 25 1 100 10 2
UA100-RH3-10015 10 25 1.5 100 10 2
UA100-RH3-10020 10 25 2 100 10 2
UA100-RH3-10025 10 25 25 100 10 2
UA100-RH3-12005 12 30 0.5 100 12 2
NE Tol
0
D<12 Doz
0
D>12 So3
B {unit (mm)
154
PIHISHIER
Cutling Parameters
T H##4# Workpiece Material
1234 5 123 12 123 3 4
IR jE5a o
oy &M s b1 BisEAS mas
e (35-48HRC) g HREBHHR HEREE (Si=>12%) ( <HB200 )
(<35HRC) (<32HRC) (Si<12%)
O O O

=

O £

&4 Most Suitable

-126 -
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BE

For Aluminum Alloys

ses 04 (L) s

#RICHAAIES%P6TT  See page 6 for guidelines to icons

UA100-RH3

Fig1
L
S|
37NKME A%k ;
3 Flute Corner Radius, with Long U?* - ﬂ
Shank Length Fig2 i ‘ Lc
) 287 continue
TS ES
Ordering code = e r L g Figure No.
UA100-RH3-12010 12 30 1 100 12 2
UA100-RH3-12015 12 30 1.5 100 12 2
UA100-RH3-12020 12 30 2 100 12 2
UA100-RH3-12025 12 30 2,5 100 12 2
UA100-RH3-16005 16 36 0.5 150 16 2
UA100-RH3-16010 16 36 1 150 16 2
UA100-RH3-16015 16 36 1.5 150 16 2
UA100-RH3-16020 16 36 2 150 16 2
UA100-RH3-16025 16 36 25 150 16 2
UA100-RH3-20005 20 45 0.5 150 20 2
UA100-RH3-20010 20 45 1 150 20 2
UA100-RH3-20015 20 45 1.5 150 20 2
UA100-RH3-20020 20 45 2 150 20 2
UA100-RH3-20030 20 45 3 150 20 2
nE Tol
0
D<12 _0.02
0
D>12 -0.03
B fzunit (mm)
15410
HIBBIER
Cutling Parameters
T {4#t# Workpiece Material
1234 5 123 12 123 3 4
% EEe .
by a&m S Ko e HEaas Aae
2 (35-48HRC) = (Si>12%) ( <HB200)
(<35HRC) (<32HRC) (Si<12%)
) O (@)

O &iEA Most Suitable

O iE#& Suitable
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BEBRASEIHT) | solid Carbide Endmills
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For Aluminum Alloys

S O

HRICHBAIES%EP6TT  See page 6 for guidelines to icons

UA1 OO—BZ Fig1 © - T
o L Lﬁ,
27) %k %k
2 Flute, Ballnose
Fig2 - o
L
T8RS ES
Ordering code 2 le r L g Figure No.
UA100-B2-01002 1 0.5 2 50 4 1
UA100-B2-02004 2 1 4 50 4 1
UA100-B2-03006 3 15 6 50 4 1
UA100-B2-63006 3 1.5 6 50 6 1
UA100-B2-04008 4 2 8 50 4 2
UA100-B2-64008 4 2 8 50 6 1
UA100-B2-05010 5 25 10 50 6 1
UA100-B2-06012 6 3 12 50 6 2
UA100-B2-07014 7 3.5 14 60 8 1
UA100-B2-08014 8 4 14 60 8 2
UA100-B2-09016 9 4.5 16 75 10 1
UA100-B2-10018 10 5 18 75 10 2
UA100-B2-12022 12 6 22 75 12 2
UA100-B2-16026 16 8 26 100 16 2
R AE Tol
R<3 £0.015
R=3 £0.020
B {zunit (mm)
1547
PIHISHIER
Cutling Parameters
T H##4# Workpiece Material
1234 5 123 12 123 3 4
iR iEHRE . -
Py aem Besetx pEes HEEaS Aae
e (35-48HRC) g HREBHHR HEREE (Si=>12%) ( <HB200 )
(<35HRC) (<32HRC) (Si<12%)
O O O

=!

O 5%

-128

&4 Most Suitable

O iE#& Suitable



A=

For Gtaphite

=L OO

#RICHAAIES%P6TT  See page 6 for guidelines to icons

N

SG200-S2 K - S
— Fig1 ‘ —
Lc
L
kY S|
2713 -
2 Flute, Standard Length Ut — %7Ql
Fig2 1
Lc
L
TS ES
Ordering code = = L g Figure No.
SG200-S2-02006 2 6 50 4 1
SG200-S2-03009 3 9 50 4 1
SG200-S2-04010 4 10 50 4 2
SG200-S2-05013 5 13 50 6 1
SG200-S2-06015 6 15 50 6 2
SG200-S2-08020 8 20 60 8 2
SG200-S2-10025 10 25 75 10 2
SG200-S2-12030 12 30 75 12 2
NE Tol
0
D<12 _8.02
D>12 o3
Efzunit (mm)
155
PIMIBEER
Cutting Parameters
T {4#t# Workpiece Material
1234 5 123 12 3 5
2] N RSB ween A
N =) ﬁ%IXI e %ﬁ]&%ﬁ =) &
e (35-48HRC) e HRBHK (Si=12%) aE
(<35HRC) (<32HRC)
@) @

O fRiE#H Most Suitable

O iE#& Suitable
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BEBRASEIHT) | solid Carbide Endmills

SoE0es

HRICHBAIES%P6TT  See page 6 for guidelines to icons

A=

For Gtaphite

SG200-S4 o - L3 =
47)F %

4 Flute, Standard Length - _

Lc

—

L

TS ES
Ordering code e le L g Figure No.
SG200-S4-02006 2 6 50 4 1
SG200-S4-03009 3 9 50 4 1
SG200-S4-04010 4 10 50 4 2
SG200-S4-05013 5 13 50 6 1
SG200-S4-06015 6 15 50 6 2
SG200-S4-08020 8 20 60 8 2
SG200-S4-10025 10 25 75 10 2
SG200-S4-12030 12 30 75 12 2
D NE Tol
0
D=<12 ~0.02
0
D>12 _0.03
B {iTunit (mm)
1551
ISR
Cutling Parameters
T4## Workpiece Material
1234 5 128 12 3 5
55 N IREEER sten A
N 5] @%ﬂ < o %JE.%D A &
AW (35-48HRC) TR REBHEH% (Si>12%) A&
(<35HRC) (<832HRC)
@) (©)

O £&i&#A Most Suitable
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For Gtaphite
P #RICIHBAIE S £P6TT See page 6 for guidelines to icons

SG200-R2 ot - - Fo
2715 f 3

2 Flute, Corner Radius

Fig2 _
L

Ordgiiiode 2 e I L g Figﬁf No.
SG200-R2-06003 6 16 0.3 50 6 2
SG200-R2-06005 6 16 05 50 6 2
SG200-R2-08005 8 20 05 60 8 2
SG200-R2-08010 8 20 1 60 8 2
SG200-R2-10005 10 25 05 75 10 2
SG200-R2-10010 10 25 1 75 10 2
SG200-R2-10015 10 25 15 75 10 2
SG200-R2-12005 12 30 05 75 12 2
SG200-R2-12010 12 30 1 75 12 2
SG200-R2-12015 12 30 15 75 12 2

D RETol
D<12 S0z
D>12 S0

B fizunit (mm)

155
MBI
Cutting Parameters
T{4#t#} Workpiece Material

1234 5 1238 12 3 5

T N IREEER oo A

ey (G5 ) R THB% % fih a8

(<35HRC) (<32HRC) °
@) ©)

O £i&EA Most Suitable O i&& Suitable
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BEBRASEIHT) | solid Carbide Endmills

e 0?6

HRICHBAIES%P6TT  See page 6 for guidelines to icons

A=

For Gtaphite

 Gh—
r
.
SGZOO—R4 Fig1 0 - - fof
~ ‘ Lc
47) [ # sk L —
4 Flute, Corner Radius e
S
kel — — O
‘ Lc
L
T8RS Es
Ordering code & le r L g Figure No.
SG200-R4-06005 6 16 0.5 50 6 2
SG200-R4-08002 8 20 0.2 60 8 2
SG200-R4-08005 8 20 0.5 60 8 2
SG200-R4-10005 10 25 0.5 75 10 2
SG200-R4-10010 10 25 1 75 10 2
SG200-R4-12010 12 30 1 75 12 2
D A% Tol
0
D<12 _0.02
0
D>12 ~0.03
B {unit (mm)
1551
ISR
Cutling Parameters
T4## Workpiece Material
1234 5 128 12 3 5
2] N SRS VPN
N 5] @%ﬂ < o %JE.%D A &
A& (35-48HRC) TEW REBHH (Si=>12%) et
(<35HRC) (<32HRC)
O @)

O £&i&#A Most Suitable
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A=

For Gtaphite

==l S DI

#RICIHBAIE S £P6TT See page 6 for guidelines to icons

SG200-B2

Figt o — +
o ‘ Lc
27] 3k 3k |
2 Flute, Ballnose >
Fig2 - o — |
‘ Lc
L P
155 ES
Ordering code 2 e r L g Figure No.
SG200-B2-02004 2 1 4 50 4 1
SG200-B2-03006 3 1.5 6 50 4 1
SG200-B2-04008 4 2 8 50 4 2
SG200-B2-05010 5 25 10 50 6 1
SG200-B2-06012 6 3 12 50 6 2
SG200-B2-08014 8 4 14 60 8 2
SG200-B2-10018 10 5 18 75 10 2
SG200-B2-12022 12 6 22 75 12 2
R A% Tol
R<3 +0.015
R=3 +0.020

B firunit (mm)

1550
HBHER
Cutting Parameters
T{4#t#} Workpiece Material
1234 5 1238 12 3 5
T N R s en
& CEL] s & HEEAE
(<§§j§0) (35-48HRC) A ( 33%25;%) (Si>12%) HE
@) ©)

O £i&E#A Most Suitable

O i&E#A Suitable
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BHIMIBIHISESERTEAN

Cutting Parameters and General Formula

D

$ET1E 1% Diameter
KR E Cutting Depth
4% & Cutting Width

H#45EE Feed Rate
I45% E Cutting Speed

(THKE+ $E7IER: 14D)

Q #£REYIHIZE Rate of Metal Removal

EH%EE Spindle Speed n

]413% & Cutting Speed Vc

BHA%E Feed Rate Vi

S 458 Feed per Teeth fz

£ E 1142 Rate of Metal Removal Q

fin T EF1EProcessing Time Tc

(mm)
(mm)
(mm)
(mm/min)

(m/min)

(cm®min)

HRASH R H SR Parameter and Unit

Fn S5 E Feed per Revolution (mm/rev)

fz S7)#4AE Feeding per Teeth
Z T7171#1 Number of Teeth
n EHhEEE Spindle Speed

L I{Ea 2B KELength

Tc fnTIEfiEProcessing Time

EAITEAR General Formula

Vc+1000 .
n=————(rev/min)
D
Vc= &(m/min)
1000

Vi = fZ*z*n (mm/min)

fz: - (mm)

z-n
_aelapive (cm¥/min)
1000
L
Te= ———— (min)
Vt

(mm/tooth)

(rev/min)

(mm)

(min)
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BEBRASEIHT) | solid Carbide Endmills

*E?'-'f-t)] ﬁ“é& Recommended Cutting Parameters

UP100

1. $5%k For Steels, Cast Iron —— It Side Milling

TR @ Bl e
Workpiece Material Cutting Speed(m/min) Tool Diameter(mm)
a a H?jl'#‘ O;‘fﬁ " i‘j‘_‘ajcx mm | 1 2 | 4 | 6 | 8 | 10| 12|16 |2 |25
P1 1xD 0.12xD 140 170 200 fz |0.013| 0.02 | 0.033|0.045 | 0.062 | 0.075|0.085 | 0.11 | 0.12 | 0.15
P2 1xD 0.12xD 140 170 200 fz |0.013| 0.02 | 0.033 | 0.045 | 0.062 | 0.075 | 0.085 | 0.11 | 0.12 | 0.15
P3 1xD 0.12xD 120 150 180 fz 0.01 |0.015| 0.03 | 0.04 | 0.06 | 0.07 | 0.08 | 0.09 | 0.1 0.13
n P4 1xD 0.12xD 120 150 180 fz 0.01 | 0.015| 0.03 | 0.04 | 0.06 | 0.07 | 0.08 | 0.09 | 0.1 0.13
P5 1xD 0.1xD 100 120 150 fz |0.007 | 0.012 | 0.025 | 0.038 | 0.058 | 0.065 | 0.07 | 0.075| 0.085| 0.105
P6 1xD 0.1xD 90 110 130 fz |0.007 | 0.012 | 0.022 | 0.035 | 0.05 | 0.055| 0.06 | 0.065 | 0.075 | 0.105
M1 1xD 0.12xD 110 140 170 fz |0.013| 0.02 | 0.033 | 0.045| 0.062 | 0.075|0.085| 0.11 | 0.12 | 0.15
M M2 1xD 0.12xD 100 130 150 fz 0.01 | 0.015| 0.03 | 0.04 | 0.06 | 0.07 | 0.08 | 0.09 | 0.1 0.13
M3 1xD 0.1xD 90 110 130 fz |0.007 | 0.012 | 0.025 | 0.035| 0.05 | 0.055| 0.06 | 0.065 | 0.075 | 0.105
K1 1xD 0.12xD 140 170 200 fz |0.012| 0.02 | 0.035| 0.05 | 0.06 | 0.07 | 0.08 | 0.095| 0.11 | 0.14
m K2 1xD 0.12xD 120 150 180 fz 0.01 | 0.016 | 0.03 | 0.045|0.055| 0.065 | 0.075| 0.09 | 0.1 0.13
K3 1xD 0.1 xD 100 130 150 fz |0.008 | 0.013|0.024 | 0.04 | 0.05 | 0.06 | 0.07 | 0.08 | 0.09 | 0.11
N1 1xD 0.18xD 300 500 700 fz 0.02 | 0.03 | 0.05 | 0.07 | 0.09 | 0.11 | 0.13 | 0.17 | 0.22 | 0.28
m N2 1xD 0.18xD 300 500 700 fz |0.018 | 0.025 | 0.045 | 0.065 | 0.085 | 0.105| 0.12 | 0.15 | 0.18 | 0.24
N4 1xD 0.18xD 250 450 650 fz |0.015| 0.02 | 0.04 | 0.06 | 0.075|0.095| 0.11 | 0.14 | 0.17 | 0.23

IREESMIMG, Bk, HAATEMEEAMT, A EEtirnIS8REs%:,

This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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*E?*-f-t]] ﬁ“é;& Recommended Cutting Parameters

UP100

$M1E. $5%k For Steels, Cast lron —— #&#% Slotting

T E%Cﬂ I 7z
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a %I’i‘ . ’fﬁ " ﬁjizi mm | 1 2 4 6 8 10 | 12 | 16 | 20 | 25
P1 1xD 60 80 95 fz 0.01 0.02 0.04 0.05 0.06 0.07 0.08 0.12 0.15 0.2
P2 1xD 60 80 95 fz 0.01 0.02 0.04 0.05 0.06 0.07 0.08 0.12 0.15 0.2
P3 0.8xD 55 75 90 fz 0.008 | 0.015 | 0.035 | 0.045 | 0.05 0.06 0.07 0.1 0.12 0.16
n P4 0.8xD 55 70 85 fz 0.008 | 0.015 | 0.035 | 0.045 | 0.05 0.06 0.07 0.1 0.12 0.16
P5 0.5xD 50 60 70 fz 0.006 | 0.012 | 0.03 0.04 | 0.045 | 0.055 | 0.065 | 0.09 0.11 0.13
P6 0.3xD 35 50 60 fz 0.006 | 0.009 | 0.015 | 0.03 0.04 0.05 0.06 0.07 0.08 0.11
M1 0.3xD 40 55 65 fz 0.009 | 0.012 | 0.02 | 0.036 | 0.047 | 0.058 | 0.068 | 0.08 0.09 0.12
M M2 0.3xD 40 55 65 fz 0.007 | 0.01 | 0.017 | 0.033 | 0.044 | 0.054 | 0.064 | 0.075 | 0.085 0.1
M3 0.3xD 35 50 60 fz 0.006 | 0.009 | 0.015 | 0.03 0.04 0.05 0.06 0.07 0.08 | 0.095
K1 0.8xD 50 60 70 fz 0.008 | 0.015 | 0.035 | 0.045 | 0.05 0.06 0.07 0.1 0.12 0.16
m K2 0.8xD 40 55 65 fz 0.009 | 0.012 | 0.02 | 0.036 | 0.047 | 0.058 | 0.068 | 0.08 0.09 0.12
K3 0.5xD 40 55 65 fz 0.007 | 0.01 | 0.017 | 0.033 | 0.044 | 0.054 | 0.064 | 0.075 | 0.085 0.1
N1 0.5xD 150 180 220 fz 0.012 | 0.022 | 0.043 | 0.054 | 0.065 | 0.075 | 0.09 0.15 0.18 0.22
m N2 05xD 150 180 220 fz 0.012 | 0.022 | 0.043 | 0.054 | 0.065 | 0.075 | 0.09 0.15 0.18 0.22
N4 05xD 130 160 190 fz 0.01 0.02 0.04 0.05 0.06 0.07 0.08 0.12 0.15 0.2

ERREEGMIMGE. HH,

This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

wATAFEAMEAMT, L EEMHRMTSHNESE,

-137 -



BEBRASEIHT) | solid Carbide Endmills

*Ef‘f-t)] ﬁ“é& Recommended Cutting Parameters
UP100

1. $5%k For Steels , Cast Iron — {5k Profiling

TR ﬂ LTS NE

Workpiece Material Cutting Speed (m/min) Tool Diameter(mm)
a a H?jl'#‘ oﬁﬁ " :‘7‘_‘;; mm | 1 2 4 6 8 10 | 12 | 16 | 20
P1 02xD | 0.3xD 120 160 200 fz 0.009 | 0.018 | 0.038 | 0.058 | 0.076 | 0.095 | 0.115 | 0.15 0.18
P2 02xD | 0.3xD 120 160 200 fz 0.009 | 0.018 | 0.038 | 0.058 | 0.076 | 0.095 | 0.115 | 0.15 0.18
n P3 02xD | 0.3xD 110 140 170 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
P4 02xD | 0.3xD 110 140 170 fz 0.007 | 0.015 | 0.0382 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
M1 02xD | 0.2xD 80 110 130 fz 0.007 | 0.015 | 0.0382 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
M M2 02xD | 02xD 80 110 130 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
M3 0.1xD | 0.1xD 70 85 100 fz 0.006 | 0.013 | 0.03 0.05 0.06 | 0.076 | 0.09 0.12 0.15
K1 02xD | 02xD 110 140 170 fz 0.009 | 0.018 | 0.038 | 0.058 | 0.076 | 0.095 | 0.115 | 0.15 0.18
m K2 02xD | 02xD 110 140 170 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
K3 0.3xD | 0.3xD 150 200 280 fz 0.02 0.04 0.08 0.12 0.16 0.2 0.24 0.32 0.4
N1 0.3xD 0.3xD 280 450 600 fz 0.025 | 0.05 0.1 0.15 0.2 0.25 0.3 0.4 0.5
m N2 0.3xD 0.3x D 280 450 600 fz 0.025 | 0.05 0.09 0.13 0.18 0.22 0.27 0.36 0.45
N4 0.3xD 0.5xD 250 350 450 fz 0.018 | 0.035 | 0.08 0.1 0.16 0.19 0.23 0.3 0.36

LREEEMING. H5%, CTATFHGERMT, A EEGHBNISERESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

TE1E A RIEE R IR T4 o
Make sure work piece and machine are stable and use a precision holder.

—
.

ERBVIHIRE . EE RSB R AE SRR AR,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

ERERBNESKAEFAMEUTHEASITH, MKNESKISK, MIMNS~ERS, ki, BELHFERE, #AEEMVIRE,
The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

N
.

w
7
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*E?*-f-t]] ﬁ“é;& Recommended Cutting Parameters

UP2

$W14E. $5%k For Steels , Cast lron——1lll%% Side Milling

10

Ttk @ UK nE
Workpiece Material Cutting Speed (m/min) Tool Diameter(mm)
ap ae %I’f“ . ’ffﬁ " ﬁjizf( mm 3 4 6 8 10 12 16 20
P1 15xD | 0.15xD 150 180 210 Fz 0.028 | 0.036 | 0.048 | 0.065 0.08 0.09 0.12 0.15
P2 15xD | 0.15xD 150 180 210 Fz 0.028 | 0.036 | 0.048 | 0.065 0.08 0.09 0.12 0.15
P3 1.5xD | 0.15xD 130 150 170 Fz 0.025 | 0.032 | 0.042 | 0.063 | 0.073 | 0.084 | 0.095 0.12
n P4 1xD 0.15x D 130 150 170 Fz 0.025 | 0.032 | 0.042 | 0.063 | 0.073 | 0.084 | 0.095 0.12
P5 1xD 0.12xD 110 130 160 Fz 0.022 | 0.028 0.04 0.06 0.068 | 0.073 0.08 0.09
P6 0.8xD | 0.12xD 100 120 140 Fz 0.02 0.025 | 0.038 | 0.054 0.06 0.065 0.07 0.08
M1 1.5xD | 0.15xD 120 150 180 Fz 0.028 | 0.036 | 0.048 | 0.066 | 0.085 0.09 0.12 0.13
M M2 1.5xD | 0.15xD 110 130 160 Fz 0.025 | 0.032 | 0.043 | 0.063 | 0.074 | 0.085 | 0.095 0.11
M3 1xD 0.12xD 100 120 140 Fz 0.021 0.027 | 0.038 | 0.054 0.06 0.065 0.07 0.08
K1 1.5xD | 0.15xD 150 180 210 Fz 0.03 0.037 | 0.053 | 0.064 | 0.075 | 0.085 0.1 0.12
m K2 1.5xD | 0.15xD 130 160 190 Fz 0.025 | 0.032 | 0.048 | 0.059 | 0.069 0.08 0.095 0.11
K3 1xD 0.12xD 110 140 170 Fz 0.022 0.03 0.045 | 0.056 | 0.065 | 0.075 0.09 0.102

FRRES

IR, ek, WATATFEMBANT, U EHEMHRNISHRES%,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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BEBRASEIHT) | solid Carbide Endmills

*E?'-'f-t)] ﬁ“é& Recommended Cutting Parameters

UP210

1. $5Ek For Steels , Cast Iron——i&#k Slotting

TR E%fﬂ I nE
Workpiece Material Cutting Speed (m/min) Tool Diameter(mm)
a H?jl'#‘ O;‘fﬁ " ﬁ;ﬁ mm | 3 4 6 8 10 12 16 20
P1 0.8xD 60 80 95 Fz 0.025 | 0.042 | 0.052 | 0.062 | 0.072 | 0.082 | 0.125 0.16
P2 0.8xD 60 80 95 Fz 0.025 | 0.042 | 0.052 | 0.062 | 0.072 | 0.082 | 0.125 0.16
P3 0.5xD 55 75 90 Fz 0.022 | 0.037 | 0.047 | 0.052 | 0.062 | 0.072 | 0.105 0.13
n P4 0.5xD 55) 70 85 Fz 0.022 | 0.037 | 0.047 | 0.052 | 0.062 | 0.072 | 0.105 0.13
P5 0.3xD 50 60 70 Fz 0.02 0.032 | 0.042 | 0.047 | 0.057 | 0.068 | 0.095 0.12
P6 0.3xD 35 50 60 Fz 0.012 | 0.018 | 0.033 | 0.043 | 0.054 | 0.065 | 0.075 | 0.085
M1 0.3xD 40 55 65 Fz 0.015 | 0.022 | 0.038 | 0.049 0.06 0.07 0.083 | 0.095
M M2 0.3xD 40 55 65 Fz 0.012 | 0.018 | 0.035 | 0.046 | 0.056 | 0.066 | 0.078 0.09
M3 0.3xD 35 50 60 Fz 0.01 0.017 | 0.032 | 0.042 | 0.053 | 0.064 | 0.075 | 0.085
K1 0.5xD 50 60 70 Fz 0.022 | 0.037 | 0.047 | 0.052 | 0.063 | 0.074 | 0.105 0.13
m K2 0.5xD 45 55 65 Fz 0.018 | 0.028 | 0.043 0.05 0.06 0.07 0.085 | 0.096
K3 0.3xD 40 50 60 Fz 0.015 | 0.023 0.04 0.045 | 0.055 | 0.065 0.08 0.09

IREESMITRG. H5%, WAATEMEEANT, U EEtnIS8Rts%,

This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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*E?h-f-t]] ﬁ“é;& Recommended Cutting Parameters
UP210

1. $5%k For Steels , Cast lron——{; %t Profiling

THkR ﬂ PILTE nE
Workpiece Material Cutting Speed (m/min) Tool Diameter(mm)

ap ae %I’i‘ . ’ffﬁ " ﬁjizi mm | 4 5 6 7 8 9 10 | 11 | 12

P1 02xD | 0.3xD 120 160 200 Fz 0.04 0.05 0.06 0.07 0.08 0.09 0.1 0.11 0.12

P2 02xD | 0.3xD 120 160 200 Fz 0.04 0.05 0.06 0.07 0.08 0.09 0.1 0.11 0.12

P3 02xD | 0.3xD 110 140 170 Fz 0.035 | 0.045 | 0.055 | 0.063 | 0.072 | 0.08 0.09 0.1 0.11

n P4 02xD | 0.3xD 110 140 170 Fz 0.035 | 0.045 | 0.055 | 0.063 | 0.072 | 0.08 0.09 0.1 0.11
P5 0.15xD| 0.15xD 100 120 150 Fz 0.032 | 0.042 | 0.052 | 0.058 | 0.065 | 0.072 | 0.08 | 0.087 | 0.095

P6 0.15xD | 0.15xD 100 120 150 Fz 0.03 0.04 0.05 | 0.056 | 0.062 | 0.068 | 0.075 | 0.082 | 0.09

M1 02xD | 02xD 80 110 130 Fz 0.035 | 0.045 | 0.055 | 0.063 | 0.072 | 0.08 0.09 0.1 0.11

M M2 02xD | 02xD 80 110 130 Fz 0.035 | 0.045 | 0.055 | 0.063 | 0.072 | 0.08 0.09 0.1 0.11
M3 0.1xD | 0.1xD 70 85 100 Fz 0.032 | 0.042 | 0.052 | 0.058 | 0.065 | 0.072 | 0.08 | 0.087 | 0.095

K1 02xD | 02xD 110 140 170 Fz 0.04 0.05 0.06 0.07 0.08 0.09 0.1 0.11 0.12

m K2 02xD | 02xD 110 140 170 Fz 0.035 | 0.045 | 0.055 | 0.063 | 0.072 | 0.08 0.09 0.1 0.11
K3 0.1xD | 0.1xD 100 120 150 Fz 0.032 | 0.042 | 0.052 | 0.06 0.07 | 0.077 | 0.085 | 0.095 | 0.105

IREBEMING. #H%, CTATEMERMT, U EEMHMISHIUESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1, HE BRI S EHLA T

Make sure work piece and machine are stable and use a precision holder.

2, BIRBHIEE., #ERNESERTEL ARREMHARE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3, LREREZEBTIEBRAERMEUTHHITA, MENEBKEK, MINS=ERS, ki, HEHAREE, #AEREMIRE,
The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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BKERSEIEET] | solid Carbide Endmills
*E?'-'f-t)] ﬁ“é& Recommended Cutting Parameters
SP210

W1k, 5% For Steels , Cast Iron——1ll$% Side Milling

TR @ﬂ DI nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a a. R ofﬁ OBRE | s 4 6 8 10 | 12 | 16 | 20
P1 15xD | 0.156xD 170 200 230 Fz 0.032 | 0.041 0.053 0.07 0.085 0.1 0.125 | 0.155
P2 15xD | 0.156xD 170 200 230 Fz 0.032 | 0.041 0.053 0.07 0.085 0.1 0.125 | 0.155
P3 15xD | 0.15xD 150 170 190 Fz 0.03 0.037 | 0.047 | 0.068 | 0.078 | 0.089 0.1 0.125
E P4 1xD 0.15xD 150 170 190 Fz 0.03 0.037 | 0.047 | 0.068 | 0.078 | 0.089 0.1 0.125
P5 1xD 0.12xD 130 150 180 Fz 0.027 | 0.033 | 0.045 | 0.065 | 0.073 | 0.078 | 0.085 | 0.095
P6 0.8xD | 0.12xD 120 140 160 Fz 0.025 0.03 0.035 | 0.059 | 0.065 0.07 0.075 | 0.085
M1 15xD | 0.15xD 150 170 190 Fz 0.033 | 0.041 0.053 | 0.071 0.09 0.095 | 0.125 | 0.135
M M2 15xD | 0.15xD 130 150 180 Fz 0.033 | 0.037 | 0.048 | 0.068 | 0.079 0.09 0.1 0.115
M3 1xD 0.12xD 120 140 160 Fz 0.026 | 0.032 | 0.043 | 0.059 | 0.065 0.07 0.075 | 0.085
K1 15xD | 0.15xD 170 200 230 Fz 0.035 | 0.042 | 0.058 | 0.069 0.08 0.09 0.105 | 0.125
m K2 1.5xD | 0.15xD 150 170 190 Fz 0.03 0.037 | 0.053 | 0.064 | 0.074 | 0.085 0.1 0.115
K3 1xD 0.12xD 130 150 180 Fz 0.027 | 0.035 0.05 0.061 0.07 0.08 0.095 | 0.107

LREEEMING. H5%, STAFHGERMNT, A EEGHBNISERESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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*E?*-f-t]] ﬁ“é;& Recommended Cutting Parameters
SP210

$W1&E. $5%k For Steels , Cast lIron—#&4%% Slotting

Tk @ Ik nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ae %I’f“ . ’ffﬁ " ﬁjizi mm 3 4 6 8 10 12 16 20
P1 1xD 60 80 95 Fz 0.031 0.048 | 0.057 | 0.067 | 0.077 | 0.089 | 0.133 0.17
P2 1xD 60 80 95 Fz 0.031 0.048 | 0.057 | 0.067 | 0.077 | 0.089 | 0.133 0.17
P3 0.8xD 55 75 90 Fz 0.028 | 0.043 | 0.052 | 0.057 | 0.067 | 0.079 | 0.113 0.14
n P4 0.8xD 55 70 85 Fz 0.028 | 0.043 | 0.052 | 0.057 | 0.067 | 0.079 | 0.113 0.14
P5 0.5xD 50 60 70 Fz 0.026 | 0.038 | 0.047 | 0.052 | 0.062 | 0.075 | 0.103 0.13
P6 0.3xD 35 50 60 Fz 0.018 | 0.024 | 0.038 | 0.048 | 0.059 | 0.072 | 0.083 | 0.095
M1 0.3xD 40 55 65 Fz 0.021 0.028 | 0.043 | 0.054 | 0.065 | 0.077 | 0.091 0.105
M M2 0.3xD 40 55 65 Fz 0.018 | 0.024 0.04 0.051 0.061 0.073 | 0.086 0.1
M3 0.3xD 35 50 60 Fz 0.016 | 0.023 | 0.037 | 0.047 | 0.058 | 0.071 0.083 | 0.095
K1 0.8xD 50 60 70 Fz 0.028 | 0.043 | 0.052 | 0.057 | 0.068 | 0.081 0.113 0.14
m K2 0.8xD 45 55 65 Fz 0.024 | 0.034 | 0.048 | 0.055 | 0.065 | 0.077 | 0.093 | 0.106
K3 0.5xD 40 50 60 Fz 0.021 0.029 | 0.045 0.05 0.06 0.072 | 0.088 0.1

ERRES

IR, S5k, WATATFHEMBERAMT, U EEMHRMTSHESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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BEBRASEIHT) | solid Carbide Endmills

*E?_q-ht]] ‘ﬁu%# Recommended Cutting Parameters
UPR100

$M1E. $5%k For Steels, Cast lron (#8/i1T Roughing) —— %k Side Milling
TR @ Ikl N
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a a R ofﬁﬁ | B mm 6 8 10 12 16 20
P1 1xD | 02xD | 120 140 160 fz 0042 | 0.056 0.07 0.08 0.1 0.11
P2 1xD | 02xD | 120 140 160 fz 0042 | 0.056 0.07 0.08 0.1 0.11
P3 1xD | 02xD | 110 130 150 fz 0036 | 0048 0.06 0.072 0.09 0.1
n P4 1xD | 02xD | 110 130 150 fz 0036 | 0.048 0.06 0.072 0.09 0.1
P5 1xD | 042xD| 100 110 120 fz 0.03 0.04 0.05 0.06 0.08 0.09
P6 1xD | 042xD| 90 100 110 fz 0025 | 0035 | 0045 | 0.055 0.06 0.07
M1 1xD | 02xD | 110 130 150 fz 0036 | 0048 0.06 0.072 0.09 0.1
M M2 1xD | 02xD | 110 130 150 fz 0036 | 0.048 0.06 0.072 0.09 0.1
M3 1xD | 042xD| 100 110 120 fz 0.03 0.04 0.05 0.06 0.08 0.09
K1 1xD | 02xD | 120 140 160 fz 0042 | 0.056 0.07 0.08 0.1 0.11
m K2 1xD | 02xD | 120 140 160 fz 0.042 | 0056 0.07 0.08 0.1 0.11
K3 1xD | 042xD| 110 130 150 fz 0036 | 0048 0.06 0.072 0.09 0.1
N1 15xD | 03xD | 250 350 500 fz 0.06 0.08 0.1 0.12 0.16 0.2
m N2 15xD | 03xD | 250 350 500 fz 0.06 0.08 0.1 0.12 0.16 0.2
N4 15xD | 03xD | 200 300 400 fz 0.055 0.07 0.09 0.1 0.13 0.16

TRESBEMING. %%, CTATHAEANT, A EEtFRNISHRESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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*E-'-Ta'-ht),] ﬁ“%# Recommended Cutting Parameters

UPR100

M. $5%k For Steels, Cast Iron (f/NMZIRIEMT Miniature) —— #&%E Slotting
THm# E?C? I nE
Workpiece Material Cutting Speed (m/min) Tool Diameter(mm)

ap EEI’#‘ . ’ffﬁ " ﬁjizf( mm 6 8 10 12 16 20

P1 1xD 60 80 95 fz 0.045 0.055 0.065 0.075 0.11 0.14

P2 1xD 60 80 95 fz 0.045 0.055 0.065 0.075 0.11 0.14

P3 0.8xD 55 75 90 fz 0.04 0.045 0.055 0.065 0.09 0.11

n P4 0.8xD 55 70 85 fz 0.04 0.045 0.055 0.065 0.09 0.11
P5 0.5xD 50 60 70 fz 0.03 0.04 0.05 0.06 0.07 0.08

P6 0.3xD 35 50 60 fz 0.025 0.035 0.045 0.055 0.06 0.07

M1 05xD 40 55 65 fz 0.03 0.04 0.05 0.06 0.07 0.08

M M2 0.5xD 40 55 65 fz 0.03 0.04 0.05 0.06 0.07 0.08
M3 0.3xD 35 50 60 fz 0.025 0.035 0.045 0.055 0.06 0.07

K1 1xD 50 60 70 fz 0.04 0.045 0.055 0.065 0.09 0.11

m K2 1xD 40 55 65 fz 0.032 0.042 0.052 0.06 0.07 0.08
K3 0.8xD 40 55 65 fz 0.03 0.04 0.05 0.055 0.065 0.075

N1 1xD 150 180 220 fz 0.05 0.06 0.07 0.08 0.13 0.16

m N2 1xD 150 180 220 fz 0.05 0.06 0.07 0.08 0.13 0.16
N4 1xD 130 160 190 fz 0.045 0.055 0.065 0.075 0.11 0.14

ERFEGMING. H%, WTATEMGERMT, M EEMHNISHRS%,

This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

-
.

n
.

3.

TH1E A RIEE S SR T4

Make sure work piece and machine are stable and use a precision holder.

ERIETIHIEE . R ERIMEEER S AR A,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

ERRERDVABKAIERMBEUTHAHITY, MANABRKIK, MIMS=ER, ki, FEHEERE, #HREEMIRE,

The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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BEBRASEIHT) | solid Carbide Endmills

*E?'-'f-t)] ﬁ“é& Recommended Cutting Parameters

UPM100

M. $5%k For Steels, Cast Iron (f/NMRFRFE M T Miniature) —— It Side Milling
TR Y% ke
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap ae mm 0.8 0.9 1 1.2 1.4 1.6 1.8 2
UK R & FE
P1 0.5xD | 0.05xD Max.Speed Of Machine fz 0.016 | 0.018 | 0.02 | 0.023 | 0.027 | 0.03 | 0.035 | 0.04
P2 0.5xD | 0.05xD NARERE ) fz 0.016 | 0.018 | 0.02 | 0.023 | 0.027 | 0.03 | 0.035 | 0.04
Max.Speed Of Machine
P3 0.5xD | 0.05xD HURR SR . fz 0.015 | 0.017 | 0.019 | 0.022 | 0.025 | 0.028 | 0.033 | 0.038
Max.Speed Of Machine
P4 0.5xD | 0.05xD HURR SR - fz 0.015 | 0.017 | 0.019 | 0.022 | 0.025 | 0.028 | 0.033 | 0.038
Max.Speed Of Machine
P5 0.5xD | 0.05xD U S50 . fz 0.015 | 0.017 | 0.019 | 0.022 | 0.025 | 0.028 | 0.033 | 0.038
Max.Speed Of Machine
HURER B 5E
P6 0.5xD | 0.05xD Max.Speed Of Machine fz 0.009 0.01 0.012 | 0.014 | 0.016 | 0.018 0.02 0.022
HURER B #E
M1 0.5xD | 0.08xD Max.Speed Of Machine fz 0.016 | 0.018 | 0.02 | 0.023 | 0.027 | 0.03 | 0.035 | 0.04
IS =4t
M M2 0.5xD | 0.03xD Max.Speed Of Machine fz 0.016 | 0.018 | 0.02 | 0.023 | 0.027 | 0.03 | 0.035 | 0.04
M3 0.5xD | 0.02xD HURR SR . fz 0.015 | 0.017 | 0.019 | 0.022 | 0.025 | 0.028 | 0.033 | 0.038
Max.Speed Of Machine
K1 0.5xD | 0.05xD HURR SR - fz 0.016 | 0.018 0.02 0.023 | 0.027 0.03 0.035 0.04
Max.Speed Of Machine
K2 0.5xD | 0.05xD s . fz 0.016 | 0.018 0.02 0.023 | 0.027 0.03 0.035 0.04
Max.Speed Of Machine
K3 0.5xD | 0.03xD U B 50 - fz 0.013 | 0.015 | 0.016 | 0.018 | 0.022 | 0.027 | 0.032 | 0.037
Max.Speed Of Machine

LREEEGMINGE. HH,
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This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.



*E?*-f-t]] ﬁ“é;& Recommended Cutting Parameters

UPM100

1. $5%k For Steels, Cast Iron (f/INMZiF#E N T Miniature)

—— &%k Slotting

Ttk @ KA 7%
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap mm 0.8 0.9 1 1.2 1.4 1.6 1.8 2
P1 03xD Max.ﬂ)?f%ﬁ/liihine fz 0.01 0.011 0.012 | 0.014 | 0.017 0.02 0.023 | 0.025
P2 0.3xD Max.g:')?j;%ﬁ/lifchine fz 0.01 0.011 0.012 | 0.014 | 0.017 0.02 0.023 | 0.025
P3 02xD Max.g:)}_eif;%ﬁﬂfchine fz 0.009 0.01 0.011 0.013 0.016 | 0.019 | 0.022 0.024
n P4 0.2xD Max.g:)};-*eﬁ?_%ﬁﬂifchine fz 0.009 0.01 0.011 0.013 0.016 | 0.019 | 0.022 0.024
P5 0.1xD Max.g:fj%ﬁ/%chine fz 0.008 0.009 0.01 0.012 0.015 | 0.018 0.021 0.023
P6 0.1 xD Max.é%?fj%ﬁﬂifohine fz 0.008 | 0.009 0.01 0.012 | 0.015 | 0.018 | 0.021 0.023
M1 02xD Max.gﬂbfeﬁ-zi%—ﬁﬂifchine fz 0.009 0.01 0.011 0.013 | 0.016 | 0.019 0.022 0.024
M M2 0.2xD Max.ggt)?i%—ﬁ/lifchine fz 0.009 0.01 0.011 0.013 | 0.016 | 0.019 | 0.022 | 0.024
M3 0.1 xD Max.gﬂ;‘)reifg%_ﬁﬂjfchine fz 0.008 0.009 0.01 0.012 0.015 | 0.018 0.021 0.023
K1 0.3xD Max.gtfegj%_\?fﬂia_chine fz 0.01 0.011 0.012 0.014 | 0.017 0.02 0.023 | 0.025
m K2 0.3xD Max.g}hfe%%ﬁﬂ%chine fz 0.01 0.011 0.012 0.014 | 0.017 0.02 0.023 | 0.025
K3 0.2xD Max.g][‘)}fe?:_'(%)l’_ﬁ/lifchine fz 0.009 0.01 0.011 0.013 | 0.016 | 0.019 0.022 0.024

ITREBEMITNG. %%, CTATEMERANT, U EEAHRNISHESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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BEBRASEIHT) | solid Carbide Endmills

*Ef‘f-t)] ﬁ“é& Recommended Cutting Parameters

UPM100

M. $5% For Steels, Cast Iron (ff/NMZFRE T Miniature) — {2k Profiling

TR P E iz
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap ae mm 0.2 0.4 0.6 0.8 1 1.2 1.6 2
RIS iE
P1 0.02xD | 0.02xD Max.Speed Of Machine fz 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
P2 0.02xD | 0.02x D HURR SR " fz 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
Max.Speed Of Machine
P3 0.02xD | 0.02xD HURR SR . fz 0.005 0.01 0.016 | 0.021 0.026 | 0.032 | 0.042 | 0.052
Max.Speed Of Machine
P4 0.02xD | 0.02xD HUR R SR - fz 0.005 0.01 0.016 | 0.021 0.026 | 0.032 | 0.042 | 0.052
Max.Speed Of Machine
P5 0.01xD| 0.01xD s . fz 0.005 0.01 0.016 | 0.021 0.026 | 0.032 | 0.042 | 0.052
Max.Speed Of Machine
HUR SR B #E
P6 0.01xD | 0.01 xD Max.Speed Of Machine fz 0.004 | 0.009 | 0.014 | 0.019 | 0.023 | 0.028 | 0.04 | 0.048
HUR SRS HE
M1 0.02xD | 0.02xD Max.Speed Of Machine fz 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
UK = iE
M M2 0.02xD | 0.02x D Max.Speed Of Machine fz 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
M3 0.01xD| 0.01xD HURR B 5R ] fz 0.005 0.01 0.016 | 0.021 0.026 | 0.032 | 0.042 | 0.052
Max.Speed Of Machine
K1 0.02xD | 0.02xD HURR B FR " fz 0.006 | 0.011 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
Max.Speed Of Machine
K2 0.02xD| 0.02xD s . fz 0.006 | 0.011 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
Max.Speed Of Machine
K3 0.02xD| 0.02xD it F fz 0.005 0.01 0.016 | 0.021 0.026 | 0.032 | 0.042 | 0.052
Max.Speed Of Machine

LTREEEMING. H%, CTATEMERMT, U EEMHMISHRESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1. SRR, TIRRMIREBKBIRHIZE0.01mmELT

Maximum T.I.R. in when tool is chucked is 0.01mm(0.01mm maximum recommended).

TE1E AR S RIALA N TIHE

N
’

Make sure work piece and machine are stable and use a precision holder.

w
/

4, LREBERIDABKAEZMEUTHAHEITH, MRDEBKEK, MIMS~ERS, Wi, HEL@ERE, HRBEEMIRE,

BIRBIIHIERE ., RENIESERTE Y AR EMTLERE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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?E?_a-'—t),] ﬁ“%# Recommended Cutting Parameters
SH160

= HE5X Hardened Steels — flll$% Side Milling

TR PIHIE N
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
=/ BRI =N
ap ae Min Optimum | Max mm 2 4 6 8 10 12 16 20
H1 1.56xD 0.08xD 120 150 170 Fz 0.018 | 0.025 0.04 0.05 0.06 0.07 0.085 0.1
H2 1xD 0.05xD 100 120 150 Fz 0.01 0.02 0.03 0.04 0.048 | 0.056 | 0.065 | 0.075
H3 0.7xD 0.03xD 80 90 110 Fz 0.008 | 0.015 | 0.023 0.03 0.038 | 0.042 | 0.053 0.06
=E4M Hardened Steels —— {54k Profiling
TR YIHEE pkeS
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
=/ B =N
ap ae Min Optimum Max mm 2 4 6 8 10 12 14 16
H1 0.04xD | 0.03xD 200 220 250 Fz 0.015 | 0.022 | 0.037 | 0.046 | 0.055 | 0.065 | 0.072 0.08
H2 0.03xD | 0.03xD 170 200 230 Fz 0.008 | 0.018 | 0.028 | 0.038 | 0.045 | 0.054 | 0.058 | 0.062
H3 0.02xD | 0.02xD 130 150 180 Fz 0.007 | 0.013 | 0.02 | 0.028 | 0.035 | 0.04 | 0.045 | 0.05

LREEEMING. H5%, STAFHGERMNT, A EEGHBNISERESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1. EEARMERERYURT T
Make sure work piece and machine are stable and use a precision holder.

2, ERBVIHIEE ., EERIEEERALE L AEEENEAEE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3, EREZBNASKAEFMEUTHAHITH, MRDVEBKIK, WIMS~ERS, Ik, HELRHEREE, #HAREMNRE,
The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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BEBRASEIHT) | solid Carbide Endmills

*E?_a’-'—t]] ‘ﬁu%# Recommended Cutting Parameters
SHM100

=X Hardened Steels (f/M2FRFE M T Miniature) —— I Side Milling

TR [j% Y% nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap Qe mm 0.4 0.6 0.8 1.5 2
H1 1xD 0.1xD Max.g;’.),;e{efﬁﬁllifchine fz 0.009 0.012 0.015 0.021 0.023 0.028
H2 0.7xD | 0.08x D Max.g;'.)fe?;%_ﬁ/lifchine fz 0.011 0.014 0.017 0.023 0.028 0.033
H3 0.5xD | 0.05x D Max.gjéfe?jﬁﬁﬂifchine fz 0.012 0.015 0.019 0.025 0.03 0.035
SHM100
SfEM Hardened Steels (f/MZR1E T Miniature) — #&$t Slotting
TR E%Cﬂ P nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap mm 0.4 0.6 0.8 1.5 2
H1 02xD Max.glp'),;e{ei:i%_ﬁ/lifchine Fz 0.006 0.009 0.012 0.018 0.02 0.025
H2 0.1xD Maxggfe?;%_ﬁ/lifchine Fz 0.008 0.011 0.014 0.02 0.025 0.03
H3 0.05xD Max.;%fe%ﬁﬁ/lifchine Fz 0.009 0.012 0.016 0.022 0.027 0.032
SHM100
=8N Hardened Steels (/M2 RFEM T Miniature) —— A%t Profiling
TRt @ PIHIEE pkeS
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap Qe mm 0.4 0.6 0.8 1 1.2 1.5 2
H1 0.04xD | 0.03xD Max.;%?e%?ﬁﬂ%chine Fz 0.015 0.018 0.022 0.024 0.026 0.03 0.04
H2 0.03xD | 0.03xD Max.g:)reiajir(g)’_ﬁllifchine Fz 0.018 0.021 0.024 0.026 0.03 0.035 0.045
H3 0.02xD | 0.02xD Max.gézk_;:i%_ﬁ/lifchine Fz 0.021 0.024 0.026 0.028 0.034 0.04 0.05

IRESEMIMG. %, CTATHMAERAMT, L EEMHRMISHNESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1. BET%EkE, TIENERBEIEFZE.OIMMILT
Maximum T.I.R. in when tool is chucked is 0.01mm(0.01mm maximum recommended).

2, EEARIMR SR TIE,
Make sure work piece and machine are stable and use a precision holder.

3. ERBYIRIEE ., RERMEFIERTE S ABREMELEE,

Please adjust the speed,feed and cutting depth according to actual cutting conditons.

4. PREERIEBRKAERAMBUTHAHITY, MRDVEBRKERK, MIMSERS, HiY, HESRREERE, HRBREMIRE,

The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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*E?h-f-t]] ﬁ“é;& Recommended Cutting Parameters

US200

54 Stainless Steels —— Mk Side Milling

TR @3 Ml nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
ap ae %I’i‘ . ’ffﬁ " ﬁjizi mm | 1 2 4 6 8 10 | 12 | 16 | 20
P1 1xD 0.1xD 120 150 180 fz 0.011 | 0.018 | 0.03 | 0.042 | 0.059 | 0.071 | 0.08 | 0.105 | 0.113
P2 1xD 0.1 xD 120 150 180 fz 0.011 | 0.018 | 0.03 | 0.042 | 0.059 | 0.071 | 0.08 | 0.105 | 0.113
P3 1xD 0.1xD 100 130 160 fz 0.008 | 0.013 | 0.028 | 0.038 | 0.057 | 0.066 | 0.076 | 0.085 | 0.095
n P4 1xD 0.1 xD 100 130 160 fz 0.008 | 0.013 | 0.028 | 0.038 | 0.057 | 0.066 | 0.076 | 0.085 | 0.095
P5 1xD 0.1xD 90 110 140 fz 0.006 | 0.01 | 0.022 | 0.036 | 0.055 | 0.062 | 0.067 | 0.072 | 0.082
P6 1xD 0.1 xD 80 100 120 fz 0.006 | 0.01 | 0.022 | 0.036 | 0.055 | 0.062 | 0.067 | 0.072 | 0.082
M1 1xD 0.1xD 100 120 150 fz 0.011 | 0.018 | 0.03 | 0.042 | 0.059 | 0.071 | 0.08 | 0.105 | 0.113
M M2 1xD 0.1xD 90 110 130 fz 0.008 | 0.013 | 0.028 | 0.038 | 0.057 | 0.066 | 0.076 | 0.085 | 0.095
M3 1xD 0.1xD 80 100 110 fz 0.006 | 0.01 | 0.022 | 0.032 | 0.046 | 0.052 | 0.057 | 0.062 | 0.072
K1 1xD 0.1xD 120 150 180 fz 0.01 | 0.018 | 0.032 | 0.045 | 0.056 | 0.066 | 0.076 | 0.09 | 0.105
m K2 1xD 0.1xD 100 130 160 fz 0.008 | 0.013 | 0.027 | 0.042 | 0.052 | 0.062 | 0.072 | 0.085 | 0.095
S1 1xD | 0.05xD 25 35 45 fz 0.007 | 0.01 | 0.015 | 0.022 | 0.03 | 0.034 | 0.04 0.05 0.06
S2 1xD | 0.05xD 25 35 45 fz 0.007 | 0.01 | 0.015| 0.022 | 0.03 | 0.034 | 0.04 0.05 0.06
S3 1xD | 0.05xD 25] 35 45 fz 0.007 | 0.01 | 0.015 | 0.022 | 0.03 | 0.034 | 0.04 0.05 0.06
S4 1xD 0.08 x D 50 60 80 fz 0.01 | 0.015 | 0.023 | 0.032 | 0.045 | 0.052 | 0.058 | 0.07 0.08

IRESEMIAEN, SATRATEMERMT, N EEMRMISHEHSE,

This serie tools are most suitable for stainless steels,and also versatile for other materials listed above.
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BKERSEIEET] | solid Carbide Endmills
*E?'-'f-t)] ﬁ“é& Recommended Cutting Parameters
US200

554N Stainless Steels —— #& %% Slotting

TR @ VIHEE Nz
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
a %h':]‘ o;?ﬁm ﬁaj; mm | 1 2 4 6 8 10 | 12 | 16 | 20
P1 0.8xD 50 70 85 fz 0.01 0.02 0.04 0.05 0.06 0.07 0.08 0.12 0.15
P2 0.8xD 50 70 85 fz 0.01 0.02 0.04 0.05 0.06 0.07 0.08 0.12 0.15
E P3 0.7xD 50 65 80 fz 0.008 | 0.015 | 0.035 | 0.045 | 0.05 0.06 0.07 0.1 0.12
P4 0.7xD 50 65 80 fz 0.008 | 0.015 | 0.035 | 0.045 | 0.05 | 0.06 | 0.07 0.1 0.12
P5 0.5xD 45 55 65 fz 0.006 | 0.012 | 0.03 | 0.04 | 0.045 | 0.055 | 0.065 | 0.09 0.1
P6 0.3xD 40 50 60 fz 0.006 | 0.009 | 0.015 | 0.03 | 0.04 | 0.05 | 0.06 | 0.07 | 0.08
M1 03xD 40 50 60 fz 0.009 | 0.012 | 0.02 | 0.036 | 0.047 | 0.058 | 0.068 | 0.08 | 0.09
M M2 0.3xD 40 50 60 fz 0.007 | 0.01 | 0.017 | 0.033 | 0.044 | 0.054 | 0.064 | 0.075 | 0.085
M3 0.3xD 35 45 55 fz 0.006 | 0.009 | 0.015 | 0.03 | 0.04 | 0.05 | 0.06 | 0.07 | 0.08
K1 0.7xD 50 60 70 fz 0.008 | 0.015 | 0.035 | 0.045 | 0.05 | 0.06 | 0.07 0.1 0.12
m K2 0.7xD 40 55 65 fz 0.009 | 0.012 | 0.02 | 0.036 | 0.047 | 0.058 | 0.068 | 0.08 | 0.09
S1 0.25x D 20 30 40 fz 0.005 | 0.01 | 0.015 | 0.022 | 0.025 | 0.03 | 0.035 | 0.045 | 0.055
S2 0.25xD 20 30 40 fz 0.005 | 0.01 | 0.015 | 0.022 | 0.025 | 0.03 | 0.035 | 0.045 | 0.055
S3 0.25xD 20 30 40 fz 0.005 | 0.01 | 0.015 | 0.022 | 0.025 | 0.03 | 0.035 | 0.045 | 0.055
S4 03xD 30 50 70 fz 0.008 | 0.013 | 0.018 | 0.025 | 0.03 | 0.035 | 0.04 | 0.05 | 0.06

TREESMIAEH, CUATFEMAERAMNT, U EEMAHRNISHNESE,

This serie tools are most suitable for stainless steels,and also versatile for other materials listed above.
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*E?h-f-t]] ﬁ“é;& Recommended Cutting Parameters

US200

554N Stainless Steels — A5k Profiling

THkR @ PILTE nE
Workpiece Material Cutting Speed (m/min) Tool Diameter ( mm )
ap ae %I’i‘ Ofﬁ " ﬁi mm | 1 2 4 6 8 10 | 12 | 16 | 20
P1 02xD | 0.3xD 120 160 200 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
P2 02xD | 0.3xD 120 160 200 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 | 0.16
P3 02xD | 0.3xD 110 140 170 fz 0.006 | 0.013 | 0.03 0.05 | 0.068 | 0.082 0.1 0.12 0.15
n P4 02xD | 0.3xD 110 140 170 fz 0.006 | 0.013 | 0.03 0.05 | 0.068 | 0.082 0.1 0.12 0.15
P5 0.15xD| 0.15xD 100 120 150 fz 0.005 | 0.012 | 0.028 | 0.047 | 0.065 | 0.078 | 0.095 | 0.11 0.14
P6 0.15xD | 0.15xD 100 120 150 fz 0.005 | 0.011 | 0.026 | 0.045 | 0.063 | 0.075 | 0.09 0.1 0.13
M1 02xD | 02xD 80 110 130 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
M M2 02xD | 02xD 80 110 130 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 | 0.16
M3 0.1xD | 0.1xD 70 85 100 fz 0.006 | 0.013 | 0.03 0.05 0.06 | 0.076 | 0.09 0.12 0.15
K1 02xD | 02xD 110 140 170 fz 0.009 | 0.018 | 0.038 | 0.058 | 0.076 | 0.095 | 0.115 | 0.15 0.18
m K2 02xD | 02xD 110 140 170 fz 0.007 | 0.015 | 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 0.16
S1 0.15xD | 0.15xD 30 40 50 fz 0.006 | 0.013 | 0.03 0.05 | 0.068 | 0.082 0.1 0.12 0.15
S2 0.15xD| 0.15xD 30 40 50 fz 0.006 | 0.013 | 0.03 0.05 | 0.068 | 0.082 0.1 0.12 0.15
S3 0.15xD | 0.15xD 30 40 50 fz 0.006 | 0.013 | 0.03 0.05 | 0.068 | 0.082 0.1 0.12 0.15
S4 03xD | 02xD 60 70 80 fz 0.01 0.02 0.04 0.06 0.08 0.1 0.12 0.16 0.2

IREEEMIAEN, SATRATEMERMT, N EEtRmISH@HsE,

This serie tools are most suitable for stainless steels,and also versatile for other materials listed above.

1, EERARERE YR TR
Make sure work piece and machine are stable and use a precision holder.

2, ERBUIRLEE . & &RIEEFERTE Y AEEEMTREE,

Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. EREZRBINASKAERAMEUTHAHITH, MRDVEBKIK, MINSZERS, kI, FELRHREE, #ARENTRE,
The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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*E?'-'f-t)] ﬁ“é& Recommended Cutting Parameters

UA100

$84 % Aluminium Alloy —— %% Side Milling

TRt IR E 7z
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
=2\ BRI RBX
ap ae Min Optimum | Max mm 1 2 4 6 8 10 12 16 20
N1 1.5xD | 02xD 300 500 700 fz 0.02 0.03 | 0.055 | 0.065 | 0.075 0.1 0.14 0.2 0.25
N2 1.5xD | 02xD 300 500 700 fz 0.02 0.03 | 0.055 | 0.065 | 0.075 0.1 0.14 0.2 0.25
N3 1.5xD | 0.15xD 200 350 550 fz 0.015 | 0.025 | 0.045 | 0.055 | 0.065 | 0.08 0.12 | 0.16 0.2
N4 1.5xD | 02xD 280 450 650 fz 0.018 | 0.028 | 0.05 0.06 0.07 0.09 0.13 | 0.18 | 0.22
$8A %€ Aluminium Alloy — #&%E Slotting
TRt PIHIE B DIk
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
B/ B®YF BX
ap Min Optimum Max mm 1 2 4 6 8 10 12 16 20
N1 0.8xD 180 250 300 fz | 0.015 | 0.025 | 0.045 | 0.058 | 0.07 | 0.08 | 0.095 | 0.16 | 0.19
N2 0.8xD 180 250 300 fz | 0.015 | 0.025 | 0.045 | 0.058 | 0.07 | 0.08 | 0.095 | 0.16 | 0.19
N3 0.5xD 150 200 250 fz 0.01 | 0.018 | 0.035 | 0.045 | 0.055 | 0.065 | 0.078 | 0.13 | 0.16
N4 0.8xD 160 220 280 fz 0.012 | 0.02 0.04 0.05 0.06 0.07 | 0.084 | 0.14 | 0.17
$84& % Aluminium Alloy —— 1A%k Profiling
T I nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
g/ BRYF BX
ap ae Min Optimum | Max mm 1 2 4 6 8 10 12 16
N1 03xD | 0.3xD 320 450 600 fz 0.025 0.05 0.08 0.12 0.16 0.2 0.24 0.32
N2 0.3xD | 0.3xD 320 450 600 fz 0.025 0.05 0.08 0.12 0.16 0.2 0.24 0.32
N3 0.3xD | 0.3xD 250 320 400 fz 0.02 0.04 0.06 0.1 0.14 0.18 0.22 0.25
N4 0.3xD | 0.3xD 300 400 500 fz 0.022 | 0.045 0.07 0.11 0.15 0.19 0.23 0.28

1. EEARMERERYLRT T,
Make sure work piece and machine are stable and use a precision holder.

2, ERBUIHIEE ., & RIMEER S Y AR EMALERE,

Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3, EREZRBNABRAEEMEUTHAHTHN, MRDESKIEK, MIMSZERS, kI, HELEHEEE, #EEEMIRE,
The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth
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SG200

A 2= Graphite —— It Side Milling

TR P nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
= rgad =N
ap Qe Min Optimum Max mm 1 2 6 8 10 12
N3 1xD 0.15xD 150 200 300 fz 0.02 0.03 0.05 0.06 0.07 0.085 0.13
N5 1.5x D 0.5x D 150 250 400 fz 0.03 0.05 0.07 0.09 0.11 0.15 0.18
A = Graphite —— #&%t Slotting
TR PIHIEE nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
&/ BIF =N
& Min | Optimum| Max Ll U 2 6 8 1w 12
N3 05xD 120 180 250 fz 0.012 0.02 0.04 0.05 0.06 0.07 0.09
N5 0.5xD 120 200 300 fz 0.018 0.03 0.045 0.065 0,085 0.11 0.150
A= Graphite —— {F$t Profiling
TR PIHEE nE
Workpiece Material Cutting Speed (m/min) Tool Diameter (mm)
=/ BIF =N
ap ae Min Optimum Max mm 0.5 1 2 4 6 8 10 12
N3 0.3xD | 0.3xD 150 200 300 fz 0.008 | 0.018 | 0.032 | 0.045 0.06 0.08 0.11 0.13
N5 04xD | 05xD 150 250 400 fz 0.01 0.02 | 0.035 | 0.05 0.07 0.09 0.12 0.15

1, TEE A RIS S VLR T

Make sure work piece and machine are stable and use a precision holder.

2, ERBUIHIEE ., EENEEERLELAEREMHLEE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3, EREZBINESKAEFRMEUTHAHITH, WRIASKTK, MIMG~ERS, K, HELPERE, #AEETNIRE,
The milling conditions are for an Endmills where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Solid Carbide Endmills

Workpiece Material Table

ARE e TR =& bl S
ISO Material GESAC Workpiece Material Carbon Tensile Strength | Brinell Hardness [ .
Group Content N/mma2 HB HRC
KRR, KB
P Low—carbon Steels,Long Chipping. C<0.25% <530 <125
1RERSM, "|YIE, SN
k2 Low—carbon Steels,Short Chipping,Free—cutting Steels €<0.25% <580 <125
SN R PR o
n P3 High-carbon Steels, Medium-carbon Steels. C>0.25% >530 <220 <25
&, TAN o
P4 Alloy Steels, Tool Steels. C>0.25% 600-850 <330 <35
G &M, TAN
Steels P5 Xllloy Steels Tool Steels. C>0.25% 850-1400 340-450 35-48
KREGTEN, DRETEN, PHASER
P6 Ferritic Stainless Steels,Martensitic Stainless Steels, C=(0-0.4)% 600-900 <330 <35
PH Stainless Steels.
BRESKEEREN, DERETEN, PH REN,
P7 High-strength Ferritic Stainless Steels, C=(0.1-0.6)% 900-1350 330-450 35-48
Martensitic Stainless Steels,PH Stainless Steels.
BEREEREN, . o
M A Austenitic Stainless Steels. CHRO=DISR L 020
=R ERREKAMEFERENR
REW M2 High—Strength Austenitic Stainless Steels C=(0.05-0.15)% 600-800 150-230 <25
K and Cast Stainless Steels.
Stainless ARG
Steels M3 g\lug:r; R s Stosls ©=(0.05-0.20)% <800 135-275 <30
m K1 éﬁrfeﬁy%ast Iron 125-500 120-290 <32
hEMTHENS EHHK, KEHHK
prees 2 Moderately Difficult Alloy Cast iron,Nodular Cast Iron. <0 TED= &
Cast Iron WIS A SHS, RBHES -
K3 Difficult High—alloy Cast Iron,Nodular Cast Iron. >600 180-350 <43
BIEBRE
bt Wrought Aluminium Alloys. ol G-I
HBEHREE )
m N2 Cast Aluminium Alloys. Si<12% <350 70-100
L0 A
N3 ?;;’-t Zlﬁﬁnium Alloys Si>12% 200-320 60-120
B :
Niskrsc N4 M, fgs 200-650 60-200
Materials Cogpegzz;j;Alloys.
AE, EGWMH Graphite, CFK,CFRP
e Graphite,Composite Materials. GED=i0T
$REE S (MMCs) GFK,CFK
N6 Aluminium-based Composite Materials. <700 <210
HEFESE
i Iron-based Heat-resistant Alloys. BlD=i208 1EE-2E0 =t
S2 SEERA 1000-1450 250-450 25-48
a4, % Cobalt-based Heat-resistant Alloys.
kA REFES
Heat—resistant & Nickel-based Heat-resistant Alloys. o= GR=AE0 <X
Allovs and Titanium HRHKESE
Alovs 54 Titanium and Titanium Alloys. 900-1600 300-400 33-48
B
R Hardened Steels. =
ERESW
H2 Hardened Steels. 48-55
= ER TR
High Hardness i Hardened Steels. 56-60
Materials 5
Ha TR >60

Hardened Steels.
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Hardness Comparison Chart

Solid Carbide Endmills

W THREERE R Approximate Relationship between Various Scales

7 ERREREBK 3000kgf RIRWERE
Brinell Hardness 3000kgf Rockwell Hardness
Vo R WA ot B ‘ o o
50kgf Standhard Tungsten Carbide COLOg puckaiilen lgtief ilotief Shore
9 ERIAE#L BkEY ENIAEEL SRR E L
e Bl oo Diamond Taper Ball Diamond Taper Dimond Taper
HV HRA HRB HRC HRD HS
940 - - 85.6 - 68.0 76.9 97
920 = = 85.3 = 67.5 76.5 96
900 - - 85.0 - 67.0 76.1 95
880 - (767) 84.7 - 66.4 75.7 93
860 - (757) 84.4 - 65.9 75.3 92
840 - (745) 84.1 - 65.3 74.8 91
820 - (733) 83.8 - 64.7 74.3 90
800 = (722) 83.4 = 64.0 73.8 88
780 - (710) 83.0 - 63.3 73.3 87
760 - (698) 82.6 - 62.5 72.6 86
740 - (684) 82.2 - 61.8 721 84
720 - (670) 81.8 - 61.0 71.5 83
700 - (656) 81.3 - 60.1 70.8 81
690 = (647) 81.1 = 59.7 70.5 =
680 - (638) 80.8 - 59.2 70.1 80
670 - 630 80.6 - 58.8 69.8 -
660 - 620 80.3 - 58.3 69.4 79
650 - 611 80.0 - 57.8 69.0 -
640 - 601 79.8 - 57.3 68.7 77
630 = 591 79.5 = 56.8 68.3 =
620 - 582 79.2 - 56.3 67.9 75
610 - 573 78.9 - 55.7 67.5 -
600 - 564 78.6 - 55.2 67.0 74
590 - 554 78.4 - 54.7 66.7 -
580 - 545 78.0 - 54.1 66.2 72
570 = 535 77.8 = 53.6 65.8 -
560 - 525 77.4 - 53.0 65.4 71
550 (505) 517 77.0 - 52.3 64.8 -
540 (496) 507 76.7 - 51.7 64.4 69
530 (488) 497 76.4 - 51.1 63.9 -
520 (480) 488 76.1 - 50.5 63.5 67
490 (456) 460 74.9 = 48.4 61.6 =
480 488 452 74.5 - 47.7 61.3 64
470 441 442 741 - 46.9 60.7 -
460 433 433 73.6 - 46.1 60.1 62
450 425 425 73.3 - 45.3 59.4 -
440 415 415 72.8 - 44.5 58.8 59
430 405 405 72.3 = 43.6 58.2 =
420 397 397 71.8 - 42.7 57.5 57
410 388 388 71.4 - 41.8 56.8 -
400 379 379 70.8 - 40.8 56.0 55
390 369 369 70.3 - 39.8 55.2 -
380 360 360 69.8 (100.0) 38.8 54.4 52
370 350 350 69.2 = 37.7 53.6 =
360 341 341 68.7 (109.0) 36.6 52.8 50
350 331 331 68.1 = 35.5 51.9 =
340 322 322 67.6 (108.0) 34.4 51.1 47
330 313 313 67.0 - 33.3 50.2 -

R EARKIE ASTM E 140854 ( )NERESE

Notes: In the above chart, take the ASTM E140 as a criterion, figures with () are not commonly used
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Hardness Comparison Chart

N T 1478 E & & Approximate Relationship between Various Scales

7 ECAE Bk 3000kgf % AR
Brinell Hardness 3000kgf Rockwell Hardness
e HE
Ickers 4 4 4 4
50kgf Brinell hardness ERAEHK eﬁ)ﬁﬁf 100k2f1j§1 6in 1(5:0%f 1801% Shore
3000kgf Tungsten Carbide | o pyA sk BRE SRIEEE. SRIEEE.
Diamond Taper Ball Diamond Taper Dimond Taper

HV HRA HRB HRC HRD HS
320 303 303 66.4 (107.0) 32.2 49.4 45
310 294 294 65.8 - 31.0 48.4 -
300 284 284 65.2 (105.5) 29.8 475 42
295 280 280 64.8 - 29.2 471 -
290 275 275 64.5 (104.5) 28.5 46.5 41
285 270 270 64.2 - 27.8 46.0 -
280 265 265 63.8 (103.5) 271 45.3 40
275 261 261 63.5 - 26.4 44.9 -
270 256 256 63.1 (102.0) 25.6 44.3 38
265 252 252 62.7 - 24.8 43.7 -
260 247 247 62.4 (101.0) 24.0 43.1 37
255 243 243 62.0 - 23.1 42.2 -
250 238 238 61.6 99.5 222 41.7 36
245 233 233 61.2 - 21.3 411 -
240 228 228 60.7 98.1 20.3 40.3 34
230 219 219 - 96.7 (18.0) - 33
220 209 209 - 95.0 (15.7) - 32
210 200 200 - 93.4 (13.4) - 30
200 190 190 - 915 (11.0) - 29
190 181 181 - 89.5 (8.5) - 28
180 171 171 - 871 (6.0) - 26
170 162 162 - 85.0 (3.0) - 25
160 152 152 - 81.7 (0.0) - 24
150 143 143 - 78.7 - - 22
140 133 133 - 75.0 - - 21
130 124 124 - 712 - - 20
120 114 114 - 66.7 - - -
110 105 105 = 62.3 = = =
100 95 95 - 56.2 - - -
95 90 90 - 52.0 - - -
90 86 86 - 48.0 - - -
85 81 81 - 41.0 - - -

FERPEIERIE ASTM E 140578 () NEBRESE

Notes: In the above chart, take the ASTM E140 as a criterion, figures with () are not commonly used
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23 il BE 1l 3 AR 3R

Decimal Equivalent Chart

Inch Decimal mm Inch Decimal mm Inch Decimal mm Inch Decimal mm Inch Decimal mm
0.006 0.15 0.049 1.25 0.150 0.272 6.90 33/64 0.516
0.006 0.16 0.051 1.30 0.150 3.80 0.272 17/32 0.531
0.007 0.17 0.052 0.152 0.276 7.00 0.532 135
0.007 0.18 0.053 1.35 0.154 3.90 0.277 35/64 0.547
0.008 0.19 0.055 0.154 0.280 7.10 0.551 14.0
0.008 0.20 0.055 1.40 5/32 0.156 0.281 9/16 0.563
0.008 0.21 0.057 1.45 0.157 9/32 0.281 0.571 14.5
0.009 0.22 0.059 1.50 0.158 4.00 0.284 7.20 37/64 0.578
0.009 0.23 0.060 0.159 0.285 7.25 0.591 15.0
0.009 0.24 0.061 1.55 0.161 0.287 7.30 19/32 0.594
0.010 116 0.063 0.161 4.10 0.290 39/64 0.609
0.010 0.25 0.063 1.60 0.165 4.20 0.291 7.40 0.610 15.5
0.010 0.064 0.166 0.295 5/8 0.625
0.010 0.26 0.065 1.65 0.167 4.25 0.295 7.50 0.630 16.0
0.011 0.067 1.70 0.169 4.30 19/64 0.297 41/64 0.641
0.011 0.27 0.067 0.170 0.299 7.60 0.650 16.5
0.011 0.28 0.069 1.75 11/64 0.172 0.302 21/32 0.656
0.011 0.29 0.070 0.173 0.303 7.70 0.669 17.0
0.012 0.071 1.80 0.173 4.40 0.305 7.75 43/64 0.672
0.012 0.30 0.073 1.85 0.177 0.307 7.80 11/16 0.688
0.012 0.073 0.177 4.50 0.311 7.90 0.689 17.5
0.013 0.075 1.90 0.180 5/16 0.313 45/64 0.703
0.013 0.32 0.076 0.181 4.60 0.315 8.00 0.709 18.0
0.013 0.077 1.95 0.182 0.316 23/32 0.719
0.013 0.34 5/65 0.078 0.185 4.70 0.319 8.10 0.728 18.5
0.014 0.079 0.187 4.75 0.323 8.20 47/64 0.734
0.014 0.35 0.079 2.00 3/16 0.188 0.323 0.748 19.0
0.014 0.36 0.081 2.05 0.189 4.80 0.325 8.25 3/4 0.750
0.015 0.081 0.191 0.327 8.30 49/64 0.766
0.015 0.38 0.082 0.193 4.90 21/64 0.328 0.768 19.5
1/64 0.016 0.083 2.10 0.194 0.331 8.40 25/32 0.781
0.016 0.40 0.085 2.15 0.196 0.332 0.787 20.0
0.016 0.086 0.197 5.00 0.335 8.50 51/64 0.797
0.017 0.42 0.087 2.20 0.199 0.339 8.60 0.807 20.5
0.017 0.44 0.089 2.25 0.201 5.10 0.339 13/16 0.813
0.018 0.45 0.089 0.201 0.343 8.70 0.827 21.0
0.018 0.091 2.30 13/64 0.203 11/32 0.344 53/64 0.828
0.018 0.46 0.093 2.35 0.204 0.345 8.75 27/32 0.844
0.019 0.48 0.094 0.205 5.20 0.347 8.80 0.847 21.5
0.020 0.50 3/32 0.094 0.206 0.348 55/64 0.859
0.020 0.095 2.40 0.207 5.25 0.350 8.90 0.866 22.0
0.021 0.096 0.209 5.30 0.354 9.00 7/8 0.875
0.022 0.55 0.097 2.45 0.209 0.358 0.886 22.5
0.023 0.098 0.213 5.40 0.358 9.10 57/64 0.891
0.024 0.60 0.098 2.50 0.213 23/64 0.359 0.906 23.0
0.024 0.100 0.217 5.50 0.362 9.20 29/32 0.906
0.025 0.102 7/32 0.219 0.364 9.25 59/64 0.922
0.026 0.65 0.102 2.60 0.221 5.60 0.366 9.30 0.925 235
0.026 0.104 0.221 0.368 15/16 0.938
0.028 0.70 0.106 2.70 0.224 5.70 0.370 9.40 0.945 24.0
0.028 0.107 0.226 5.75 0.374 9.50 61/64 0.953
0.029 0.108 2.75 0.228 3/8 0.375 0.965 24.5
0.030 0.75 7/64 0.109 0.228 5.80 0.377 31/32 0.969
0.031 0.110 0.232 5.90 0.378 9.60 0.984 25.0
1/32 0.031 0.110 2.80 0.234 0.382 9.70 63/64 0.984
0.032 0.80 0.111 15/64 0.234 0.384 9.75 1 1.000
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Decimal Equivalent Chart

Inch Decimal mm Inch Decimal mm Inch Decimal mm Inch Decimal mm Inch Decimal mm
0.032 0.113 0.236 6.00 0.386 9.80 1.004 25.5
0.033 0.114 2.90 0.238 0.386 11/64 1.016
0.034 0.85 0.116 0.240 6.10 0.390 9.90 1.024 26.0
0.035 0.118 3.00 0.242 25/64 0.391 11/32 1.031
0.035 0.90 0.120 0.244 6.20 0.394 10.00 1.043 26.5
0.036 0.122 3.10 0.246 0.397 13/64 1.047
0.037 1/8 0.125 0.246 6.25 0.404 11/16 1.063
0.037 0.95 0.126 3.20 0.248 6.30 13/32 0.406 1.063 27.0
0.038 0.128 3.25 1/4 0.250 0.413 15/64 1.078
0.039 0.129 0.252 6.40 0.413 10.50 1.083 27.5
0.039 1.00 0.130 3.30 0.256 6.50 47/64 0.422 13/32 1.094
0.040 0.134 3.40 0.257 0.433 11.00 1.102 28.0
0.041 0.136 0.260 6.60 7/16 0.438 17/64 1.109
0.041 1.05 0.138 3.50 0.261 0.453 11.50 1.122 285
0.042 0.141 0.264 6.70 29/64 0.453 11/8 1.125
0.043 9/64 0.141 17/64 0.266 15/32 0.469 19/64 1.141
0.043 1.10 0.142 3.60 0.266 6.75 0.472 12.00 1.142 29.0
0.045 1.15 0.144 0.266 31/64 0.484 15/32 1.156
0.047 0.146 3.70 0.268 6.80 0.492 12.50 1.161 29.5

3/64 0.047 1.20 0.147 1/2 0.500 111/64 1.172
0.047 0.148 3.75 0.512 13.00
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Troubleshooting Guide

Analyze the Endmills wear and the surface finish and quality of the milled component.

Look at the cutting edge and identify the wear type.
Then review the table below to understand changes that can be made to improve your cutting operation.

Wear Type

Suggested Remedy

Heavy crater wear

Reduce cutting speed

Use a more wear-resistant grade

Heavy flank wear

Increase feed per tooth

Reduce cutting speed

Use a coated Endmills grade

Use a more wear-resistant grade

Increase cutting speed

Edge build-up

- Improve cooling

- Use an Endmills with larger flute spaces
Chip packing - Reduce the number of teeth

Reduce depth of cut

Vibrations (chatter)

Check workpiece clamping and machine stability

Select a different cutting geometry

Use precision hydraulic or heat shrink holders

Use climb (down) milling technique

Thermal cracks

Decrease feed per tooth

Increase cutting speed

Chipping

Check rigidity of machine, workpiece and workpiece clamping

Reduce feed per tooth

Use a shorter Endmills and toolholder

Use climb (down) milling technique

Use precision hydraulic or heat shrink holders

Use precision hydraulic or heat shrink holders

Check the principal axis movings

Tool breakage

Increase cutting speed

Reduce feed rate, depth of cut

Use precision hydraulic or heat shrink holders

Use a shorter Endmills and toolholder

Improve chip evacuation

Poor component surface finish

Reduce feed per tooth

Check workpiece clamping and machine stability

Increase cutting speed

Use an Endmills with more teeth

Select a different cutting geometry with a larger helix angle
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Custom Tool Design Inquiry Form

Workpiece Workpiece
Material Material/Grade Hardness CHRC [JHB COther
GESAC Standard[] ( Follow as Page 1)
Type of Coating Coating Uncoated O
Customers Requirement[]
Typgg‘ ral'f'”‘e Right(] ‘ Leftr]
: Type of End Cut Type of Shank
No. of Flute: 200 300 400 500 601 Other
g .
0 1 r"'afi Square[] PINES3S A
o = 713' ~ ) - |
Specification o | ——
L1 Corner Radius[]
L
r=
| |
D Le L L1 Ball[] | [} 1
d d2 Ae
Common ap: Sotiing ap:
Side Milling O
Side
Milling
OJ Driling
. ae: & ae:
Cavity — Miing
O
ap:
%
Profiling COther
O O
ae:
Application
Machine Processing Finishing[] Roughing[] Genneral Purpose[]] Other.
Soluable[] Oil Coolant[] Dry Cutting[]]
Coolant Type Oil Mist[] Air Cooling[] Other(]
Cutting Time[J Load of Machine[]] Finish(] Tool Wear[]
Tool Life Standard
Vibration and Sound]  Other
- Required[]  Roughnes
Desired Life Re. Fu'i”r':rzem
q Not Required[]
The Special
Requirements(Such As
Other Material,Grinding Process
Chart,Special Application )
FROM TO
Corp of Client: Xiamen Golden Egret Special Alloy Co.,Ltd
Name: Add: No. 69 Xinglong Road Huli Xiamen China
Tel: Tel: +86-592-7107392
Fax: Fax: +86-592-7107322
E-MAIL: E-MAIL: Tool@gesac.com.cn
Order Quantity: (pcs) Desired Delivery Date:




BEBRASEIHT | solid Carbide Endmills

MEMO




MEMO

L” GESAC




@ G 400-998-6858 )

EN&EHHEaEBRAR XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.
Hohk - PEE IR XS PEIR69S Add: No.69 Xinglong Road Huli Xiamen CHINA

T/ it : FEE IER T EFKEREK1601-16295  Factory Add:No.1601-1629 Jicheng Road Industrial Concentration Area Tongan Xiamen CHINA
EHIE : +86-592-7107392 Tel: +86-592-7107392

fEE : +86-592-7107322 Fax: +86-592-7107322

HiR4R : 361006 PC: 361006

EBHB : gesac@cxtc.com Email: gesac@cxtc.com

POk : Hitp://www.gesac.com.cn Http://www.gesac.com.cn 201 4 version
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