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Cutting tools manufactue

Introducing our Series iR 5|

Medel No Appearance Characteristic Size Page
ik 2N SE RY B

Square Type Carbide Endmills §5 3 i $% 70

UES2(A) h' Universal endmills ~ Standard cutlength | @ 7~@20 | p7

2 Flutes )

UEH3(A Universal endmills ~ Standard cut length

JEIRA | e s ¢1-020 | P8

gEﬁégA) E Universal endmills ~ Standard cutlength | @ 7~ @20 P9

UEH4 - Universal endmills ~ Standard cut length -

4 Flutes A | angle 450 @2~920 | P10

g|E=I|-uSt§éA) E Universal endmills ~ Long cut length Q1~p16 P.11

UELH4 (A E Universal endmills » Long cut length

4 Flutes( ) High helix angle 45° @1~p20 P.12

ULS2(A = Universal endmills ~ Standard cut length

2 Fmteg ) g Long shank ¢2~p12 | P13

ULS4 (A Universal endmills ~ Standard cut length

4 F,ute(s )| g ————— Long shank G2~P16 | P13

S s | ENdmills For Copper & Aluminum / HSM
2 Flutes e | S{andard cut length - High helix angle 45| @3~@®20 | P14
Endmills For Copper & Aluminum / HSM
> Flutes =" ——— |standard cutlength - High helix angle 55° Q4~P20 P.14
Featuring irregular helical geometry ¢4~¢ 16 P 1
3 Flutes m for reduced chattering. .15
_ Featuring irregular helical geometry Q4~P 16 P16

3 Flutes for reduced chattering. .

EIEII:%S ‘E Endmills ~ Short cut length ~ Long neck P1~93 P17

IglFEllig? e | Miicro endmills - Short Cut Length Qo0.2~¢3.0| P18

MEN2A e | Micro endmills - Short Cut Length _

2 Flutes SN || g neck 90.4~90.9| P19

MEHD4 Endmills -~ Short cut length - Reduced neck

4 Flutes e | ljigh helixangle 30° / HSM P3~p16 | P20

MLHD4 Endmills -~ Short cut length ~ Reduced neck

4 Flutes s | [ong shank High helix angle 30° / HSM @3~p16 | P20

P.1
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Cutting tools manufactue

MEHG6/8 S | Muliple Fiute Endmills - Standard outlength
6 Flutes High helix angle 45° / HSM ¢6~¢25 P.21
MELH6/8 Multiple Flute Endmills - Long cut length
6 Flutes | ol |} Y i angle 45 / HSM $6~925 | P21
Square Type Carbide Endmills & 8 ii $% 70
RE3 Unique geometry- 3 flutes end mill with

_ irregular helix flutes suppressesstability. | @2~@ 76 | P.22
3 Flutes chatter for increased machining
RE3 Unique geometry- 3 flutes end mill with

m irregular helix flutes suppressesstability. | @2~@ 716 P.23
3 Flutes — chatter for increased machining
RE3 Unique geometry- 3 flutes end mill with

e — irregular helix flutes suppressesstability. | @2~@ 76 P.24
3 Flutes chatter for increased machining
RE3 Unique geometry- 3 flutes end mill with

* irregular helix flutes suppressesstability. | @2~@ 16 P.25
3 Flutes — chatter for increased machining
RE3 Unique geometry- 3 flutes end mill with

_ irregular helix flutes suppressesstability. | @2~@ 716 P.26
3 Flutes chatter for increased machining
RE4 Optimized irregular helix angle improves -
4 Flutes _ cutting performance. ¢3 ¢20 p.27
RE4 Optimized irregular helix angle improves -
4 Flutes _ cutting performance. ¢3 ¢20 P.28
RE4 Optimized irregular helix angle improves -
4 Flutes re S— cutting performance. @3~¢20 | P29
RE4 Optimized irregular helix angle improves -
4 Flutes m cutting performance. ¢3 ¢20 P.30
RE4 Optimized irregular helix angle improves -
4 Flutes m cutting performance. ¢3 ¢20 P.31
Ball Nose Type Carbide Endmills 588 ¥k 7)
UESB2 . | Ballnose endmills » Standard cutlength | R0.5~R170.0| P.32
2 Flutes
UEB2 —— | Ballnose endmills ~ Standard cutlength | R0.5~R170.0| P.32
2 Flutes
UELB2(A Ballnose endmills * Standard cut length
2 FIute(s ) ﬁ..= Long shank R1.0~R10.0| P.33
UXLB2 Ballnose endmills * Standard cut length
2 Flutes E Extar long shank R1.0~R6.0 | P33
EEE‘E: E Ballnose endmills » Standard cutlength | R0 5~R6.0 | P.34

P.2
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Cutting tools manufactue

UEB4 | e | onoscenimils  Standardcutiondth | R7.0~R170.0| P34
U IR B | e | S et oo Conire | RO.5-R2.0 | P35
HERB2 | e | Blinosc ondmils - Shortoutlongh | 27.0~R6.0 | P36
msB2 e | MioTo balinose endill RO.1~R0.45| P37
I;/IFSIEGBSZ — E/I;ﬁrgol\tl)gcl:lcoseendmillvShortcutlength RO.2~R0.4 | P38
MSBD2 | i | Mould 8 i balinose cndmils R0.5-R8.0 | P39
MBD2 | e |MouldBdiobalnosecndmils  /hism| RO.5-R6.0 | P39
MLBD2 | e [Mousadosainosconamile | R20-R6.0| P40
MRBD2 | e | MouldSiobalnesoondnile o | RO.75-R2.5| P41
SFRM = Micro ballnose endmills ~» Short cut length RO.1~R0.4 P.42
2 Flutes Long Neck

§EEtBes o i I_Mci)f’:]rgo'\tl)‘glcl:ll?oseendmills\Shortcutlength RO.5~R6.0 | P42
MTB2 | e | Balnose endmils stansardcutiensth | 7.9-R5.0 | P43
MLTB2 | g | Balinose ondmils standard cutiensin | R7.0~R2.0 | P43
o Flutes | TT==——————==|Farcopper daumnumitisn 0" | RO.5~RE.0 | pa4
JEDZ | e | Palnose ndmils Standardcut lenalt | R7.5-R8.0 | pag
GEREZ | o | Ballnose endmils - Shorl ot ienath | RO.5~R2.0 | P45
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Cutting tools manufactue

Corner Radius Type Carbide Endmills 5B & 7)

MSR2

Torus endmills ~ Short cut length

2 Flutes i Long neck / HSM Q1~P12 |P46-47
MMR2 s Torus endmills ~ Short cut length Long Po~p12 P48
2 Flutes P | neck ~ Semilong shank/HSM :
MSR4 Torus endmills ~ Short cut length
4 Flutes e | Reduced neck / HSM @3~P16 | P49
MMR4 e Torus endmills ~ Short cut length ¢6~¢8 P50
4 Flutes S | . Semilong shank/HSM -
MECR2(A) e | TOTUS endmills  Standardt cut length dPo~p4 P.51
2 Flutes
MLCR2(A) — .
Torus endmills ~ Standardt cut length Ga~p12
2 Flutes —_—— g P.51
MLCR4 (A) E Torus endmills ~ Standardt cut length
4 Flutes Long shank / HSM P4~ 16 P.52
MLCRS4 Torus endmills ~ Standardt cut length
4 Flutes - Long shank / HSM Ps~@12 P.52
MECR4(A) .
ﬂ: Torus endmills ~ Standardt cut length 3~@P20 ~
4 Flutes @3~ P.52~53
Corner Radius Type Carbide Endmills $5iiE & 7D
RER4 _ SMART MIRACLfE vibration control end miIIrsf for reduced
chattering and for delivering a stable performance on ~ ~
4 Flutes difficult-tg-cut materials andglong overhang applications. ¢3 ¢20 P.54~55
RER4 SMART MIRACLfE vibration control end miII':sf for reduced
chattering and for delivering a stable performance on ~ ~
4 Flutes _ difficult-tg—cut materials andglong overhang applications. ¢3 ¢20 P.56~57
RER4 SMART MIRACLE vibration control end mills for reduced ¢ ¢2 P850
chattering and for delivering a stable performance on ~ 58~
4 Flutes E difficult-to-cut materials and long overhang applications. 3 0
RER4 SMART MIRACLE vibration control end mills for reduced ¢3 ¢20 P60-61
chattering and for delivering a stable performance on ~ 00~
4 Flutes m difficult-to-cut materials and long overhang applications.
RER4 SMART MIRACLE vibration control end mills for reduced
_ chattering and for delivering a stable performance on ¢3~ ¢20 P.62~63
4 Flutes difficult-to-cut materials and long overhang applications.
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Corner Radius Type Carbide Endmills 5B & 7)

l\gFF?the(é) e | Torus endmills ~ Standardt cut length Qa~@12 P.64
u .
I\AIII-FFCI:Efe(Q) m= Torus endmills ~ Standardt cut length P4~p12 P.64
SFCR4 E Torus endmills ~ Standardt cut length Q4~@P12
2 Flutes Long shank / HSM P.64
MECRG6 E Torus endmills ~ Standardt cut length -
6 Flutes Long shank/ HSM ¢6 ¢ 12 P.65
MSR6 E Torus endmills ~ Short cut length
6 Flutes Reduced neck / HSM ¢6~¢ 12 P.65
Torus endmills ~ Reduced neck -
2 Flutes ErE—E For copper & aluminum/HSM ¢4 ¢ 6 P.66
T dmills ~ Red d k
2 Flutes e | £ 00r & aluminum / HSM ®3~P20 |P66-67
. ————— T dmills ~ Red d k -
3 Flutes L ngﬁggeg e?lumiiul:r(lx/a Hgi/(l; ¢4 ¢ 12 P.68
E T dmills ~ Red d k
3 Flutes R —— | For coppor & aluminum 7 HSM. ¢4~@12 | P68
Taper Type Carbide Endmills $5#§ 5 E 7
EI-IEEtZes i | Taper endmills * Standard cut length Pr1~P4 P.69~70
T-|I:-|Et4€.8 BESSST———————— | Taper endmills * Standard cut length P3~P10 |PT1~T2
EI-II:-IEtZeS S .-E Deep rib taper endmills b0.5~ @P1.5|P73-74
Center Drills = 2558
gE(ieDsL E Center Drill ~ Standard Cut Length P3~P 16 P.75
%]
gEIIL-JFezs m Endmills - Roughing ~ Long Cut Length P4~@12 P.76
gIEIEt:;es m Endmills ~ Roughing - Standard Cut Length| @6~@ 72 P.76
ER4
All’FIutes m Endmills ~ Roughing ~ Standard Cut Length Ps~p20 P.77
gEﬁ?es BT | Encrils - Roughing - Standard Cut Length| §70~$ 20 | P78
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Cutting tools manufactue

‘ Information R iFER

JIS mould and die material comparison chart #&#E18 #i85% P.79
List of recommended milling conditions (general speed ) &% tDAIRE(—AXEDAE!) P.84~85
End mills Tolerance #tJ)/AZE P.86
Calculation of cutting conditions tDBIERHEVSTE P.86

Guidance of Catalogue BiZ{FERBBEN

1.0Ordering W0@sTeE
Please order by designation code :5{& FBERRIRE] B

Example: If choose UES2 series d1=10mm with ULTRA-TIALN+coated, the designation code should be UES2-100D
with uncoated, the designation code should be UES2-100

ERmHETEEN : sTHUES2A5! - E1Zd1=10mm ULTRA-TIALN+3EH - ETHERSEAUES2-100D ; S EHREAUES2-100

2.Dimensions and Specifications of Products EGRiBR R

The dimensions and specifications of products show in this catalogue may be subjected to change without notice, due to
situation of research, development of the products B PERBIRR TR BB T

Handing precautions for cutting tools {FRAtIAINDETEEE

[ Be very careful with the sharp edges when removing the cutting tool from its cases. Direct contact could
resultin injury. i tIBIDEBERSMHHRE LR @ 2B ZZBED -

Use safety cover, safety glasses and safety shoes during operation. {EFRRtI&EI DB SR BB ZHE -
The cutting edge of the tools may chip or fragment during use. 1) LB PER)BTRERE

The cutting edge may break or shatter if improperly used. tD&I7J S0 & ERLDD T AETRKIE

Stop cutting when the tool becomes dull. tD&I7DERRAISRSS LB -

Stop cutting immediately if you hear any strange cutting sounds. t)&B2PWRBIR IS S 1B -
Make sure the sizes of cutting tools and work piece as well as direction of rotation in advance.

PRI IRIGEREDRINERY ~ NI IH - FuieiE5sE -

The list of recommended milling conditions should be referred as a rough idea.
BRENAIGRERDSSEE @ SHBRGBUBIRIDBIR TR -

CAUTION

Oooooooogao
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Uk J) Square Type A ®

Cutting tools manufactur:

Ultra Fine Grain Carbide Endmills — 2 Flutes * Standard Cut Length

TRABAIEREE ~ imEt) — 2 30~ IREEDR

P V-Speed [l Rake Angle
U Esz (A) Ulﬁga-g]ine #ng 30° 48 N/HSM | |Positive

mensionmm™ | sy | nE | 2R | #E ng | Coating R

Desig nation d, I L D z

UES2A-010 10 3 50 40 2

UES2A-015 15 4 50 40) 2

UES2A-020 20 6 50 40 2

UES2A-025 25 8 50 40) 2

UES2A-030 3.0 8 50 40 2

UES2A-035 35 10 50 4 2

UES2A-040 40 1 50 4 2

UES2-020 20 6 50 6 2 []
UES2-030 30 8 50 6 2

UES2-040 40 11 50 6 P
UES2-045 45 12 50 6 2

UES2-050 5.0 13 50 6 P
UES2-055 55 14 50 6 2

UES2-060 6.0 16 50 6 P
UES2-065 6.5 16 60 8 2

UES2-070 7.0 18 60 8 2 | m |
UES2-075 75 18 60 8 2

UES2-080 8.0 20 60 8 2 | om ]
UES2-085 8.5 25 75 10 2

UES2-090 9.0 25 75 10 A
UES2-095 9.5 25 75 10 2

UES2-100 100 30 75 10 2 . m |
UES2-110 11.0 30 75 12 2

UES2-120 120 30 75 12 A
UES2-140 140 35 100 14 2

UES2-160 160 40 100 16 2 o |
UES2-180 180 40 100 18 2

UES2-200 200 50 100 20 2 O

(X ) Mark : Customized orders for shank diameter 3.0 mm is also available ZR(X)Z : TTRIMTEUAFE3.0mm

Recommended work material ~ #EIMT44 I Preferred suitable BEMA | suitable i@

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
tixsh/ S5 S=/7aeH FAERIRER BRI BN =

FEATURE : Widely used , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(Upto HRC 48)

P.7




‘ﬂ® Uk J] Square Type

Cutting tools manufactue

Ultra Fine Grain Carbide Endmills— 3 Flutes * Standard Cut Length
IABRIESE ~ Imiks) — 3 30~ IREDR
Size: D1.0 ~D20.0

UEH3 A Carbide V-Speed [l Rake Angle
s T 45° 48 N/HSM | | Positive

imension(mm) @ E 2 e bt Coating #Ef&

Desig nation d, h L D z

UEH3A-010 1.0 3 50 4 3

UEH3A-015 1.5 4 50 4 3

UEH3A-020 20 6 50 4 3

UEH3A-025 25 6 50 4 3

UEH3A-030 3.0 8 50 4 3

UEH3A-035 35 10 50 4 3

UEH3A-040 4.0 11 50 4 3 | ]

UEH3-030 3.0 8 50 6 3

UEH3-040 4.0 1 50 6 3

UEH3-050 5.0 13 50 6 3

UEH3-060 6.0 16 50 6 3

UEH3-070 7.0 18 60 8 3

UEH3-080 8.0 20 60 8 3

UEH3-090 9.0 25 75 10 3

UEH3-100 10.0 30 75 10 3

UEH3-120 12.0 30 75 12 3

UEH3-160 16.0 40 100 16 3

UEH3-200 20.0 50 100 20 3

Recommended work material ~ HEETINITHE B Preferred suitable SEFA Suitable &M

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
%/ S 5 Sx/EEH HERIRH HRIRH A o]

FEATURE : Widely used , new ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(Upto HRC 48)

P.8




Uk J) Square Type A‘D

Cutting tools manufactur:

Ultra Fine Grain Carbide Endmills— 4 Flutes * Standard Cut Length

IBABHIKIESH « ImEETD — 4 30~ IREDR
Size: D1.0 ~ D20.0

UES4 A Carbide V-Speed W RakeAngle

( ) vl | | YaIRA 30° 55 N/HSM | | Positive
1

s *h

Dimension(mm) e 9E 25 e & Coating $Ef2
Desig nation d, I L D z
UES4A-010 1.0 3 50 4 (%) 4
UES4A-015 £S5 4 50 4 (%) 4
UES4A-020 2.0 6 50 4 (%) 4
UES4A-025 25 8 50 4 (%) 4
UES4A-030 3.0 8 50 4 (%) 4
UES4A-035 35 10 50 4 4
UES4A-040 4.0 1 50 4 4
UES4-030 3.0 8 50 6 4
UES4-040 4.0 1 50 6 4
UES4-045 45 12 50 6 4
UES4-050 5.0 13 50 6 4
UES4-055 55 14 50 6 4
UES4-060 6.0 16 50 6 4
UES4-065 6.5 16 60 8 4
UES4-070 7.0 18 60 8 4
UES4-080 8.0 20 60 8 4
UES4-085 8.5 25 75 10 4
UES4-090 9.0 25 75 10 4
UES4-095 9.5 25 75 10 4
UES4-100 10.0 30 75 10 4
UES4-110 11.0 30 75 12 4
UES4-120 12.0 30 75 12 4
UES4-140 14.0 35 100 14 4
UES4-160 16.0 40 100 16 4
UES4-180 18.0 40 100 18 4
UES4-200 20.0 50 100 20 4

(%) Mark : Customized orders for shank diameter 3.0 mm is also available ZR(X)Z : GT RIMTRUAFE3.0mm

Recommended work material  #EIIIIITHE B preferred suitable S5EA [ Suitable M

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless CastIron
T/ S5 5=/ HERIEH R BN ]

FEATURE : Widely used , new ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(UptoHRC 55)

P.9




‘ﬂ® Uk J) Square Type

Cutting tools manufactue

Ultra Fine Grain Carbide Endmills — 4 Flutes ~ Cut Length = Outside Diameter
TBABHRIESI ~ ImEE) — 4 I~ DR = IME X 313
Size: D2.0 ~D20.0

UEH Carbide V-Speed [l Rake Angle
4 e N T 45° 55 N/HSM | [Positive

mensonmm | sy | mE | 2E | e pa
Desig nation d; Iy L D Z
UEH4-020-060 2.0 6 50 6 4
UEH4-030-090 3.0 9 50 6 4
UEH4-040-120 4.0 12 50 6 4
UEH4-050-150 5.0 15 50 6 4
UEH4-060-180 6.0 18 50 6 4
UEH4-070-210 7.0 21 60 8 4
UEH4-080-240 8.0 24 60 8 4
UEH4-090-270 9.0 27 75 10 4
UEH4-100-300 10.0 30 75 10 4
UEH4-120-360 12.0 36 75 12 4
UEH4-160-480 16.0 48 100 16 4
UEH4-200-600 20.0 60 120 20 4
Recommended work material ~ #ETINI T2} B Preferred suitable SEF Suitable &M

HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
| /Sl N S%//EEHE %Eﬁ@i’ﬂ | FRIEH Rt N i =
FEATURE : Widely used , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(UptoHRC 55)

P.10




Uk J) Square Type A‘ﬁ

Cutting tools manufactur:

Ultra Fine Grain Carbide Endmills — 2 Flutes ~ Long Cut Length

BABSIKIERE « iKEE0 — 2 30~ &I
Size: D1.0 ~ D16.0

Carbide V-Speed |l Rake Angle
Grain .
U E Lsz (A) Ultra-;=ine -Lrjll'{f,\ﬁ 30° 48 N/HSM | |Positive

mension(mm) | x| mE | 28 | WE sg | Coating HE
Desig nation d, I L D z
UELS2A-010 1.0 6 50 4 2
UELS2A-015 15 8 50 4 2
UELS2A-020 20 10 50 4 2
UELS2A-025 25 13 50 4 2
UELS2-030 3.0 15 60 6 2
UELS2-035 35 15 60 6 2
UELS2-040 40 20 60 6 2
UELS2-045 45 20 60 6 2
UELS2-050 5.0 25 75 6 2
UELS2-055 55 25 75 6 2
UELS2-060 6.0 30 75 6 2
UELS2-070 7.0 35 75 8 2
UELS2-080 8.0 40 100 8 2
UELS2-090 9.0 45 100 10 2
UELS2-100 10.0 50 100 10 2
UELS2-120 12.0 50 100 12 2
UELS2-140 14.0 70 150 14 2
UELS2-160 16.0 70 150 16 2
Recommended work material ~ HEETINITAE B Preferred suitable S5EF Suitable &M

Steel < HRC32 HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
hix /S <& 5 S/IEEH RIR ENRID BN 2]

FEATURE : Widely used , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(UptoHRC 48)
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‘ﬂ® Uk J] Square Type

Cutting tools manufactue

Ultra Fine Grain Carbide Endmills — 4 Flutes ~ Long Cut Length

IBABGIKIESE « ImiED — 4 0 &
Size: D1.0 ~ D20.0

Carbide V-Speed [l Rake Angle
UELH4 (A) i B T 45° 55 N/HSM | |Positive

imension(mm) i E 25 P I8 Coating gEfe
Desig nation d, h L D z
UELH4A-010 1.0 6 50 4 4 O |
UELH4 A-015 1.5 8 50 4 4
UELH4A-020 20 10 50 4 4 | o |
UELH4 A-025 25 13 50 4 4
UELH4-030 3.0 15 60 6 4
UELH4-035 35 15 60 6 4
UELH4-040 4.0 20 60 6 4
UELH4-045 4.5 20 60 6 4
UELH4-050 5.0 25 75 6 4
UELH4-055 55 30 75 6 4
UELH4-060 6.0 30 75 6 4
UELH4-070 7.0 35 75 8 4
UELH4-080 8.0 40 100 8 4
UELH4-090 9.0 50 100 10 4
UELH4-100 10.0 50 100 10 4
UELH4-120 12.0 50 100 12 4
UELH4-140 14.0 70 150 14 4
UELH4-160 16.0 70 150 16 4
UELH4-200 20.0 70 150 20 4
Recommended work material  #ETIIITAFR B preferred suitable S8 Suitable &M

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
Tix s/ S 5 S/ TatE IR R i 5]

FEATURE : Widely used , new ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(UptoHRC 55)

P.12




Uk J] Square Type Aﬂ‘a

Cutting tools manufactur:

Ultra Fine Grain Carbide Endmills ~ Long Shank — 2/ 4 Flutes  Standard Cut Length

TRABHIRIEREE « IRt « R’ — 274 3D~ REDR

Size: D2.0 ~ D12.0 v-speed [l Rake Angle
ULSZ (A) U WLTRA 30° 48 N/HSM | [Positive

imension(mm) T IE 25 T
Desig nation d, I L D
ULS2A-020 2.0 6 75 4
ULS2A-030 3.0 8 75 4
ULS2A-040 4.0 11 75 4
ULS2-050 5.0 13 100 6
ULS2-060 6.0 16 100 6
ULS2-080 8.0 20 100 8
ULS2-100 10.0 25 100 10
ULS2-120 12.0 30 100 12

Size: D2.0 ~ D16.0

Carbide V-Speed [l Rake Angle

ULS4 (A) virtne | 935 | | a0e | [ e | [rumism ] [posiive
{ ]

“ e e } F-io

-!_: Iy |

imension(mm L L
™ e | ne | 2R | MWE E
Desig nation d Iy L D z
ULS4A-020 2.0 6 75 4 4
ULS4A-030 3.0 8 75 4 4
ULS4A-040 4.0 1 75 4 4
UL S4-050 5.0 13 100 6 4
UL S4-060 6.0 16 100 6 4
UL S4-080 8.0 20 100 8 4
ULS4-100 10.0 25 100 10 4
ULS4-120 12.0 30 100 12 4
Recommended work material  #ETINI TR M preferred suitable S®iEFA " suitable picalzE]

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless CastIron
Tix 3/ & 5 S&/IaE5H R IR BN i =8

FEATURE : Widely used , new ULTRA ( D ) TIALN+ coating useful for HSM ( DR Y CUT ), covering from carbon steel s to hardened steels
(UptoHRC48 )
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Uik J) Square Type

-Ultra Fine Grain Carbide Endmills / HSM For Copper & Aluminum — 2 Flutes * Standard Cut Length

RBABHIKIEREE « IREET) ~ SRUIEI -SRI A2/37) @ REDR

Size: D3.0 ~ D20.0

U,ﬁ;‘i’}ne TDC 45° N/HSM Positive

+ e p—
II L

Dimension(mm) AT
I

Desig nation d
3.0

4.0

5.0

6.0

8.0

10.0

12.0

16.0

20.0

IR
h

9
12
15
18
24
30
32
45
50

=R
L

50
50
50
50
60
75
75
100
100

A

&L Coating §Efi8
z UNCOATED TDC(C)

2/3
2/3
2/3
2/3

O
O
O
O
O
O
O
O
O

-Ultra Fine Grain Carbide Endmills / HSM For Copper & Aluminum— 2/3 Flutes  Standard Cut Length
BABGIRIESHE « imEtT) / SRUIE - $WSEI0LA2/37] @ EEDR

Size: D4.0 ~ D20.0

Grain

Ultra-Fine TDC 55° N/HSM Positive
p e p—— i
o —— v oy I—] o
- - - L
Dimension(mm) Al NE 2E i Bart Coating $Ei&
Desig nation d] |1 L D Z UNCOATED TDC( C)
4.0 12 50 4 2/3 | O
6.0 18 50 6 2/3 | O
8.0 24 60 8 2/3 | O
10.0 30 75 10 2/3 [ | O
12.0 32 75 12 2/3 | ] O
16.0 45 100 16 &) | | O
20.0 50 100 20 3 [ ] |
Recommended work material  #ESINITA4H Preferred suitable & [ suitable 3@
Al-allo Copper
S (&) ﬁﬂé\ﬁly @
Al-alloy Copper Synthetics
UNCOATED et 0 BRHE

FEATURE : For copper and aluminum alloys , optimized flute design to improved the ability of chip discharge and provide an excellent

machined surface
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Uitk J] Square Type

REA3

Fa B 3 T#k 7]
Square End Mills, 3 flutes for aluminum maternal.

: [t .
* Rt B LI nT E Y 3 TR ] -
* AR AR e A A M RE T P AR S -
* 3 flute end mill for both plunging and slotting.
* Featuring irregular helical geometry for reduced chattering.
K=F Size(mm) ;
o S . e o i i %’f Coating #i%
Item No. Diameter | Length of Cut | Overall Length |  shank Da flutes
DI i 11 D4 T UNCOATED
4.0 12 50 4 3 B
3.0 9 50 6 3 o
40 12 50 6 3 [ ]
50 15 50 6 3 m
6.0 18 50 6 3 B
8.0 24 60 8 3 B
10,0 30 10 75 3 B
12.0 kY 12 75 3 B
14.0 40 14 100 3 B
16.0 45 16 100 3 ]
Recommended work material RSN ITHE Preferred suitable &8 Suitable #F
UNCOATED i Ly oty

P.15




Pal Rk T] Square Type

Cutting tools manufactue:

REA3
2 BT 3 737

Square End Mills, 3 flutes for aluminum material.

* BRIt RS FLE R Y 3 T8k ] -
* R R e P A M B R R S -
* 3 flute end mill for both plunging and slotting.

* Featuring irregular helical geometry for reduced chattering.

R~ Size(mm) S '
Ean R PIRN 9 & 2B s - Coating I
e No.of
Ttem No. Diameter | Length of Cut | Overall Length | shank Da | flutes
b " . D4 T TDC(D)
40 12 50 4 3 |
3.0 9 50 6 3 ]
40 12 50 6 3 O
50 15 50 6 3 ]
6.0 18 50 6 3 |
8.0 24 60 8 3 ]
10.0 30 10 75 3 |
12,0 kY) 12 75 3 O
14.0 40 14 100 3 O
16.0 45 16 100 3 ]
Recommended work material  #EIIINTHE Preferred suitable f3&MA Suitable &M
uminum Composite Materials ‘opper Allo e
TDC(D) ‘ees | mmbameten | mes

P.16




Uik J) Square Type A‘E

Cutting tools manufactur:

Ultra Fine Grain Carbide Endmills ~ Long Neck— 2 Flutes ~ Short Cut Length

IBABERIER ~ ImEtT) s K58 — 2 )~ 58J0
Size: D1.0 ~ D3.0

Carbide V-Speed [l Rake Angle
Grai ULTRA ° i
H E N 2 viraFne | | AT 30 55 N/HSM | [Positive

e e

Dimension(mm | yve | smE | D& | 25 | WE | OH
Desig nation d P 4 L D YA
HEN2-010-6 1.0 6 15 50 4 2
HEN2-010-8 1.0 8 1.5 50 4 2
HEN2-010-10 1.0 10 15 50 4 2
HEN2-010-12 1.0 12 1.5 50 4 2
HEN2-010-16 1.0 16 15 50 4 2
HEN2-010-20 1.0 20 1.5 50 4 2
HEN2-015-8 1.5 8 25 50 4 2
HEN2-015-10 1.5 10 25 50 4 2
HEN2-015-12 1.5 12 25 50 4 2
HEN2-015-16 1.5 16 25 50 4 2
HEN2-015-20 1.5 20 25 50 4 2
HEN2-020-8 20 8 3.0 50 4 2
HEN2-020-10 2.0 10 3.0 50 4 2
HEN2-020-12 2.0 12 3.0 50 4 2
HEN2-020-16 2.0 16 3.0 50 4 2
HEN2-020-20 2.0 20 3.0 50 4 2
HEN2-025-12 25 12 3.5 50 4 2
HEN2-025-16 25 16 3.5 50 4 2
HEN2-025-20 25 20 35 50 4 2
HEN2-025-25 25 25 3.5 50 4 2
HEN2-030-12 3.0 12 4.5 50 6 2
HEN2-030-16 3.0 16 45 50 6 2
HEN2-030-20 3.0 20 4.5 50 6 2
HEN2-030-30 3.0 30 4.5 75 6 2
Re commended work material  #ESIIITHE B preferred su itable BERA Suit able &3

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
X/ S 5 Sx/FEEH HERIEH HERIEH e ]

FEATURE : Suitable for rib processing , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to
hardened steels ( Up to HRC 55)

P.17




‘ﬂ® Uk J) Square Type

Cutting tools manufactue

MX 900 Series -Ultra Fine Grain Carbide Micro Endmills — 2 Flutes + Cut Length = Outside Diameter X 2

IRABGIRLIRE ~ HRME ~ IR#ETD — 2 30~ DR = IME X2fE
Size: D0.2 ~ D3.0

Carbide V-Speed [l Rake Angle
Grain ULTRA e
M ESZA UltraFine | | TIALNS 30° 55 N/HSM | |Positive

%

imension(mm)
DALY IR 2R g DAL
Desig nation d, B L D z
MES2A-002-004 0.2 0.4 50 4 (%) 2
MES2A-003-006 0.3 0.6 50 4(%) 2
MES2A-004-008 0.4 0.8 50 4 (%) 2
MES2A-005-010 0.5 1.0 50 4 (%) 2
MES2A-006-012 0.6 1.2 50 4 (%) 2
MES2A-007-014 0.7 1.4 50 4(%) 2
MES2A-008-016 0.8 1.6 50 4 (%) 2
MES2A-009-018 0.9 1.8 50 4 (%) 2
MES2A-010-020 1.0 2.0 50 4 (%) 2
MES2A-012-024 1.2 24 50 4 (%) 2
MES2A-015-030 1.5 3.0 50 4 (%) 2
MES2A-018-036 1.8 3.6 50 4 (%) 2
MES2A-020-040 2.0 4.0 50 4 (%) 2
MES2A-025-050 235 5.0 50 4 (%) 2
MES2A-030-060 3.0 6.0 50 4 (%) 2

(%) Mark : Customized orders for shank diameter 3.0 mm is also available ZER(X)Z : T RINETRARE3.0mm
Recommended work material  #EIIIITHE B preferred suitable BB " Suitable 38

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 Stainless Cast Iron Copper
hix#l/ & 5 Sx/EEH EAERIEH A [ bzl

FEATURE : Widely used , new ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(UptoHRC 55)
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Uik J] Square Type A‘@

Cutting tools manufactur:

MX 900 Series -Ultra Fine Grain Carbide Micro Endmills ~ Long Neck — 2 Flutes ~ Short Cut Length

RABERIESE ~ FU\EiREET) s RE— 2 I~ 830
Size: D0.4 ~ D0.9

Carbide V-Speed [l Rake Angle
IUIEI‘ZA Grain ULTRA "
Ultra-Fine TIALN+ 30° 55 N/HSM Positive

dy T— ey P | || o
iy b1
—— el
imension(mm)
DE | BRE | DR ES g DAL
Desig nation d; > Iy L D VA
MEN2A-004-2 0.4 2 0.6 50 4 (%) 2
MEN2A-004-3 04 3 0.6 50 4 (%) 2
MEN2A-004-4 04 4 0.6 50 4 (%) 2
MEN2A-004-5 04 5 0.6 50 4% 2
MEN2A-005-2 0.5 2 0.7 50 4 (%) 2
MEN2A-005-4 0.5 4 0.7 50 4 (%) 2
MEN2A-005-6 0.5 6 0.7 50 4 (%) 2
MEN2A-005-8 0.5 8 0.7 50 4 (%) 2
MEN2A-006-2 0.6 2 0.9 50 4 (%) 2
MEN2A-006-4 0.6 4 0.9 50 4 (%) 2
MEN2A-006-6 0.6 6 0.9 50 4 (%) 2
MEN2A-006-8 0.6 8 0.9 50 4 (%) 2
MEN2A-007-4 0.7 4 1.0 50 4 (%) 2
MEN2A-007-6 0.7 6 1.0 50 4 (%) 2
MEN2A-007-8 0.7 8 1.0 50 4 (%) 2
MEN2A-007-10 0.7 10 1.0 50 4% 2
MEN2A-008-4 0.8 4 1.2 50 4 (%) 2
MEN2A-008-6 0.8 6 1.2 50 4% 2
MEN2A-008-8 0.8 8 1.2 50 4 (%) 2
MEN2A-008-12 0.8 12 1.2 50 4 (%) 2
MEN2A-009-6 0.9 6 13 50 4 (%) 2
MEN2A-009-8 0.9 8 13 50 4 (%) 2
MEN2A-009-10 0.9 10 13 50 4 (%) 2
MEN2A-009-15 0.9 15 13 50 4 (%) 2

(X)) Mark : Customized orders for shank diameter 3.0 mm is also available ZR(X)Z : I BHMTRURE3.0mm

Recommended work material ~ #ETIHI T4} B preferred suitable SEF " suitable

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 Stainless Cast Iron Copper
x5/ S 5 S/T8EH IR N [t Eil

FEATURE : Suitable for rib processing , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to
hardened steels( Up to HRC 55 )
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‘ﬂ® Uk J) Square Type

Cutting tools manufactue

MX 900 Series -Ultra Fine Grain Carbide Endmills * Long Shank— 4 Flutes ~ Short Cut Length

IBABGIRIESER ~ imEt)— 4 Y0~ 5@J)

Size: D3.0 ~ D16.0 — V-Soced I RateAna
arbide -Spee! aKe Angle

M E H D4 I M L H D4 v o] | VAR 30° 65 N/HSM | | Positive

d

S — S Flo
e |

=

Standard &%

Cimensionmm) | S BuE nE 25 i S Coating §%%

Desig nation d; I, Iy L D Z

MEHDA4-030-12 3.0 12 4.5 50 6 4

MEHDA4-040-16 4.0 16 6.0 50 6 4

MEHD4-050-18 5.0 18 7.5 50 6 4

MEHDA4-060-20 6.0 20 9.0 50 6 4

MEHD4-080-26 8.0 26 12.0 60 8 4

MEHD4-100-30 10.0 30 15.0 75 10 4

MEHDA4-120-36 12.0 36 18.0 75 12 4

MEHDA4-160-45 16.0 45 24.0 100 16 4

Long Shank £i%
Dimension(mm) | g BRE % 25 i oy | NI BR

Desig nation d, P Iy L D z

MLHD4-030-15 3.0 15 4.5 75 6 4

MLHD4-040-20 4.0 20 6.0 75 6 4

MLHD4-050-25 5.0 25 7.5 75 6 4

MLHD4-060-30 6.0 30 9.0 75 6 4

MLHD4-080-40 8.0 40 12.0 100 8 4

MLHD4-100-40 10.0 40 15.0 100 10 4

MLHD4-120-50 12.0 50 18.0 100 12 4

MLHD4-160-60 16.0 60 24.0 120 16 4
Recommended work material ~ #EINN T 4 B prcferred suitable BB [ suitable

HRC32 ~48 HRC49 ~ 55 HRC56 ~ 65 Ti-alloy Cast Iron
S/ ZAERI2S ZAERIES e wHE

FEATURE : New ULTRA ( D) TIALN+ coating useful for HSM- and hardened steel milling ( Up to HRC 65 - DRY CUT )
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Uk J) Square Type

P al

Cutting tools manufactur:

MX 900 Series -Ultra Fine Grain Carbide Multiple Flute Endmills / HSM — 6 / 8 Flutes ~ Standard Cut Length

RABHIRLIR ~ IRELT) / SEGDEI— 6/8 3D~ REDR
Size: D6.0 ~ D25.0

MEH6 / 8

Carbide

Grain
Ultra-Fine

V-Speed [l Rake Angle
R 45° 65 HSM | | Negative

1
W dy ‘ -.|. \\"Q\—I' _|.1 D
L 2 L |
Dimension(mm) L S i §
T DE 25 e I Coating SR
Desig nation d, Iy L D z
MEH6-060 6.0 15 50 6 6
MEH6-080 8.0 20 60 8 6
MEH6-100 10.0 30 75 10 6
MEH6-120 12.0 30 75 12 6
MEH6-160 16.0 45 100 16 6
MEH8-200 20.0 45 100 20 8
MEH8-250 25.0 45 100 25 8 O

MX 900 Series -Ultra Fine Grain Carbide Multiple Flute Endmills / HSM — 6/ 8 Flutes * Long Cut Length

IBABAINIENGR ~ ImEtT) / SRV — 6/8 )~ RJ)
Size: D6.0 ~ D25.0

MELHG6 / 8

Carbide

Grain
Ultra-Fine

V-Speed [l Rake Angle
i 45° 65 HSM Negative

|
w dy | - Y- ._.I... 1 D
| h ] L |
Dimension(mm) , , ing 1
Bare NE 25 i o Coating iR
Desig nation d, Iy L D z
MEL H6-060 6.0 25 75 6 6
MEL H6-080 8.0 40 100 8 6
MEL H6-100 10.0 45 100 10 6
MEL H6-120 12.0 45 100 12 6
MEL H6-160 16.0 70 150 16 6
MEL H8-200 20.0 80 150 20 8
MEL H8-250 25.0 80 150 25 8 O
Recommended work material BTN TR I preferred suitable S5EFA Suitable &M
Steel<HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC56 ~ 65 Cast Iron
i/ S B/TEEH HRIRH HRIR 55

FEATURE : New ULTRA ( D) TIALN+ coating useful for hard finishing ( DRY CUT ), covering from carbon steels to hardened steels ( Up to

HRC 65)
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Umi J] Square Type

RE3

TR 3 )im#k ]
Endmill - Standard Cut Length, 3 flutes for plunging and slotting

R
* BAE RSEFLEI AT EEFIAY 3 TI#ET] -

* R HE BB P P Y M BT P B o -
* 3 flute end mill for both plunging and slotting.

et
i,

* Featuring irregular helical geometry for reduced chattering.

Reavrseon | 20 | o | w | o |5 | m |
Reavrson | w0 | 0 | s | o« |5 | m |
Creorseoo | a0 | s | w0 | e |5 | m |
Rorstoo | 50 | | w6 || m |
Ckoroseon | 0 | 5 | @ | s |2 | wm |
CRevrseon | o0 | s | w0 | o |5 | m |
wooresto | o | o0 | ow | o || m |
korseo | o | | ow | b || om |
Crorostso | o | s | w0 | w | | m |

Recommended work material  #ESIIITHE B preferred suitable SEFA Suitable &AM
UNCOATED S SU3 513 SUS 215
- B
Stainless Steels Fe-Base Alloy Ni-Base Alloy Hord
SUS 4xx SUS 6xx Fe 351 Fe3s3 Co-Base Alloy T‘“&‘ﬁ:"”
FE BT FHEEAEE S SRR A e
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Um$fk 7] Square Type Pl

Cutting tools manufactue:

RE3

TEY] R 3 Tk T]
Endmill - Standard Cut Length, 3 flutes for plunging and slotting

I e i
§ RSe— il
] ® 1
g
* Bl SR LI I Y 3 JJ#E ] -
o N R e P N M RE PR
* 3 flute end mill for both plunging and slotting.
* Featuring irregular helical geometry for reduced chattering.
R~F Size(mm) T8 .
e SR 5 = 5 = = & e | Noot | Coating S
Item No. Diameter Length of Cut | Overall Length | shank Da | flutes
DIl ap L1 D4 UNCOATED
RE3A-UF12-TSI-020 2.0 6 50 4 3 ]
RE3A-UF12-TSI-030 3.0 8 50 4 3 [ |
RE3A-UF12-TSI-040 4.0 11 50 4 3 [ |
RE3-UF12-TSI-020 2.0 6 50 6 3 [ ]
RE3-UF12-TSI-030 3.0 8 50 6 3 ]
RE3-UF12-TSI-040 4.0 11 50 6 3 | |
RE3-UF12-TSI-050 5.0 13 50 6 3 [}
RE3-UF12-TSI-060 6.0 16 60 6 3 [ |
RE3-UF12-TSI-070 7.0 18 60 8 3 [
RE3-UF12-TSI-080 8.0 20 70 8 3 [ ]
RE3-UF12-TSI-090 9.0 25 70 10 3 | |
RE3-UF12-TSI-100 10.0 30 80 10 3 [ ]
RE3-UF12-TSI-110 11.0 30 30 12 3 |
RE3-UF12-TSI-120 12.0 30 90 12 3 [ |
RE3-UF12-TSI-130 13.0 32 90 12 3 [ |
RE3-UF12-TSI-140 14.0 35 90 12 3 [ ]
RE3-UF12-TSI-150 15.0 38 110 16 3 [ ]
RE3-UF12-TSI-160 16.0 40 110 16 3 |
Recommended work material  #EIIINTHE Preferred suitable f%5&ER Suitable &M

UNCOATED

Stainless Steels Stainless Steels
SUS 3xx SUS 2xx SUS 4xx SUS 6xx
R AR A M SRR SR

Fe-Base Alloy Ni-Base Alloy .
Fe 351 Fe353 Co-Base Alloy Tlla;l(\f él]oy
#HEER AR $RIL SEEER A & NG
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Umik J] Square Type

RE3

AT R 3 Tlmdk ]
Endmill - Standard Cut Length, 3 flutes for plunging and slotting

\ _h‘. ig
B (5 i
L
* G S FLE AT IRY 3 T8k

* N R e A P Y M RE R (R
* 3 flute end mill for both plunging and slotting.

* Featuring irregular helical geometry for reduced chattering.

kearacon] 0 |6 | o | o« | 5 | W
kearoarcon] a0 | | s | 4 | 5 | W
wovroatoo | 0 | x| o | o | 5 | W
Reovroateeo | 50 | 15 | o | o | o | W
cooroaton | 0 | s | o | s | 2 | W
ovratcwo | 0 | s | o | o | 5 | W
covrpatewo| 1o | 0 | w | b | 2 | W
kovrpaceo | o | w» | ow | b |2 | W
Revroatso| 50 | s | o | w6 | o | W

Recommended work material  #ESIIITHE B preferred suitable SEFA Suitable &M
> > b Mild Steels
UNCOATED i
Ca%o% salgels %H%dﬁ%]g‘g Seels Hald%gﬁ%wds Haz%egaﬁbﬂitgels IE/I'I?HH ?};1; EOTH-B
. AR IR
Titanium Alloy D;%m;clg“
sad IROIg8 SR
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umt JJ) Square Type o

Cutting tools manufactur:

RE3

TR 3 T sk ]
Endmill-Standard Cut Length, 3 flutes for plunging and slotting

¥
E
5 u =1
* Bl SR LI I AR 3 JJ#ET]
N R e P Y M RE P
* 3 flute end mill for both plunging and slotting.
* Featuring irregular helical geometry for reduced chattering.
R~F Size(mm) Bk .
AR 7 & 7 E &= B Wi | Noor | Coating HI
Item No. Diameter Len of Cut Overall Length [ shank Da flutes
DI gﬂ;p L1 . D4 T QINGOT
RE3A -UF12-NCB-020 2.0 6 50 4 3 [ |
RE3A -UF12-NCB-030 3.0 8 50 4 3 |
RE3A -UF12-NCB-040 4.0 11 50 4 3 [ |
RE3-UF12-NCB-020 2.0 6 50 6 3 |
RE3-UF12-NCB-030 3.0 8 50 6 3 [ |
RE3-UF12-NCB-040 4.0 11 50 6 3 ]
RE3-UF12-NCB-050 5.0 13 50 6 3 [ |
RE3-UF12-NCB-060 6.0 16 60 6 3 |
RE3-UF12-NCB-070 7.0 18 60 8 3 [ |
RE3-UF12-NCB-080 8.0 20 70 8 3 [ |
RE3-UF12-NCB-090 9.0 25 70 10 3 [ |
RE3-UF12-NCB-100 10.0 30 80 10 3 |
RE3-UF12-NCB-110 11.0 30 80 12 3 [ |
RE3-UF12-NCB-120 12.0 30 90 12 3 [ |
RE3-UF12-NCB-130 13.0 32 90 12 3 [ ]
RE3-UF12-NCB-140 14.0 35 90 12 3 [ |
RE3-UF12-NCB-150 15.0 38 110 16 3 [ |
RE3-UF12-NCB-160 16.0 40 110 16 3 [ |
Recommended work material  #EIINITHE B preferred suitable &M Suitable &AM
UNCOATED : I Floi
Stainless Steels Stainless Steels
SUS 3xx SUS 2xx SUS 4xx SUS 6xx
e L TS
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Uk J] Square Type

RE3

Y] 3 Jwsk /)
Endmill - Standard Cut Length, 3 flutes for plunging and slotting

N e

* Bl SR LI A A 3 TI#ETT
* N R e P A I RE AR PR (A T -
* 3 flute end mill for both plunging and slotting.

* Featuring irregular helical geometry for reduced chattering.

Rovorxcm | 0 | o | w4 |5
oo | 0 | s | w0 | o | 3
oorovco | 0 | b5 | w | o | 5
eroveoo | w0 | % | @ | s | 3
e | 90 |35 | 0 | w0 | 5
eroveo | o | o | w | w |
pvroven | w0 | 2 | w | w |

Recommended work material  #ESIIITHE B preferred suitable SEA Suitable &
Stainless Steels Stainless Steels Fe-Base Alloy
SUS 3xx SUS 2xx SUS 4xx SUS 6xx Fe 351 Fe353
UNCOATED BT 55 BRI BT BEERES
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Um# J] Square Type

RE4

YR 4 7] > AHRIE e AT
Endmill - Standard Cut Length, 4 flutes, Irregular helix flutes

B

* ﬁﬁ%ﬁﬁ?ﬂ%ﬁﬁﬂ%ﬁﬂ%ﬂ%ﬁ B RA RIZZE I DIHIEE » R DS 3R
S AV ERE ©

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

| REAA-UFI2SFO0 | 30 | 9 | so | 4 | 4 | B |
| Recurzsroo | 20 | 4+ | 0o | 6 [ 4 ] M
| mecurzsroo | 3o | o [ s | o6 [ 4+ ] M
| mecurzsroo | 40 | 12 | s | 6 [ 4+ | M
| mecvrzsroo | co | 16 [ s | s [ 4 | M
| mecvrzsroso | so | oo [ e | s [ 4 | W
| meevrsei0 | w0 | oo [ o5 o0 [ o« ] W
| meevrseo | oo | oo [ o5 ] o [ o« | W
| ReevrDseio | w0 | oo [ w0 | o [ o4 | 0 W

REA4-UF12-SF-200 20.0 45 100 20 4 .
Recommended work material  #ESIIITHE B preferred suitable BB Suitable &
Stainless Steels Stainless Steels Fe-Base Alloy
SUS 3xx SUS 2xx SUS 4xx SUS 6xx Fe 351 Fe353
UNCOATED s =] HE AR HEEEAS
NeBee ﬁz’; Titanium Alloy Carbon steels Mild Steels
WE SERESE i i T
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4/® Uk J) Square Type

Cutting tools manufactur:

RE4

EEET]R A 7] > NRRE e ANk ]
Endmill - Standard Cut Length, 4 flutes, Irregular helix flutes

* AREEIEBERISE S IAERRAT RIS A - (e 43 L2
B AL -

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

R~F Size(mm) PAL 4
P AL o | B = & | W | Noof Qo
Item No. Diameter |Length of Cut{Overall Length | shank Da flutes
D1 ap L1 D4 i UNCOAED

REAA-UF12-TSI1-030 3.0 9 50 4 4 [ |
RE4A-UF12-TS1-040 4.0 12 50 4 4 ||

RE4-UF12-TS1-020 2.0 4 50 6 4 [ |

RE4-UF12-TS1-025 2.5 5 50 6 4 |

REA-UF12-TS1-030 3.0 9 50 6 4 [ |

RE4-UF12-TSI-035 3.5 8 50 6 4 [ |

REA4-UF12-TS1-040 4.0 12 50 6 4 [ |

REA-UF12-TSI-050 5.0 14 50 6 4 |

RE4-UF12-TS1-060 6.0 16 50 6 4 [ ]

REA-UF12-TS1-070 7.0 19 60 8 4 [ |

REA-UF12-TS1-080 8.0 20 60 8 4 [ |

REA-UF12-TSI-090 9.0 22 75 10 4 |

RE4-UF12-TS1-100 10.0 30 75 10 4 [ |

RE4-UF12-TSI-110 11.0 30 75 12 4 ||

REA-UF12-TS1-120 12.0 30 75 12 4 [ |

RE4-UF12-TSI-140 14.0 36 80 14 4 ]

RE4-UF12-TS1-160 16.0 40 100 16 4 [ |

REA-UF12-TSI-180 18.0 40 100 20 4 ||

REA-UF12-TS1-200 20.0 45 100 20 4 [ |

Recommended work material  #ESIIITHE B preferred suitable BiEFA Suitable &M
UNCOATED
Stainless Steels Stainless Steels
SUS 3xx SUS 2xx SUS 4xx SUS 6xx
BB SR AR
e oy o Al
BHEEEES S GBS S
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Uk J) Square Type

RE4

TERETR 4 5] ARG ]
Endmill - Standard Cut Length, 4 flutes, Irregular helix flutes

— T

* R G IRENE RIS TR EE VI IR A RIP S IR DI - TR D Res B3R
EHERE AV PERE -

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

| REAA-UFI2ATC00 | 30 | o [ s [ 4 [ 4 | W |
| Rea-UFizaTCo0 | 20 ] 4 | s | o | 4 | W
| Reeurizatc-o0 | 30 | o | s ] o | 4+ | MW |
| ReaUFzaTCo0 | 40 | 12 | s | 6 | 4 | M |
| Retur2atco0 | 6o | 16 [ s | o | 4 | MW |
| Reavrzatcoso | so | 20 | e | s | 4 | M |
| ReaUrizaTCa00 | w00 | 0o | s ] w0 | 4 | B |
| ReevpzaTci20 | o120 | 0 | s ] o | o4 | M|
| ReaUF2ATCac0 | 160 | a0 | 0 | w6 | o4 | M

RE4-UF12-ATC-200 20.0 45 100 20 4 .
Recommended work material  #ESIIITiE B preferred suitable SEA Suitable &M
2 Mild Steel:
UNCOATED ez
Hardened Steels Ductile Iron
Caral;.:% sa;rsels H&H%dcé)g Seels Hard;;géteels 40-S0HRC FC FCD
[=lidea] TR 8% TREBIEH
Malleable Iron -
KTH KTZ KTB T‘“&“ﬁ éﬂ"y
e e
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Ao Um#kJ) Square Type

Cutting tools manufactue:

RE4

TEARETE 4] AR e GEeET]
Endmill - Standard Cut Length, 4 flutes, Irregular helix flutes
S ]

_— - L L N (g

wl
2
* %%ﬁ@?ﬁ%ﬂ%ﬁﬁﬂﬁ%ﬂ%ﬁ%ﬁwﬁﬂﬂ’ﬂﬁ BB B2 AU EIRS - F )R DR R
HIEEAITERE -
* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

R~F Size(mm) I
PELSE 5 & 5 & = & FHE | Noof Coating #H
Item No. Diameter |Length of Cut |Overall Length | shank Da flutes
DI ap L1 D4 T WHLCATED
REAA-UF12-NCB-030 3.0 9 50 4 4 [ ]
RE4A-UF12-NCB-040 4.0 12 50 4 4 [ |
RE4-UF12-NCB-020 2.0 4 50 6 4 [ |
REA4-UF12-NCB-025 2.5 5 50 6 4 [ |
RE4-UF12-NCB-030 3.0 9 50 6 4 [ |
RE4-UF12-NCB-035 3.5 8 50 6 4 B
REA-UF12-NCB-040 4.0 12 50 6 4 [ |
RE4-UF12-NCB-050 5.0 14 50 6 4 |
RE4-UF12-NCB-060 6.0 16 50 6 4 [ |
RE4-UF12-NCB-070 7.0 19 60 8 4 [ |
RE4- UF12-NCB-080 8.0 20 60 8 4 [ |
RE4-UF12-NCB-090 9.0 22 75 10 4 |
RE4-UF12-NCB-100 10.0 30 75 10 4 [ |
RE4-UF12-NCB-110 11.0 30 75 12 4 B
RE4-UF12-NCB-120 12.0 30 75 12 4 B
RE4-UF12-NCB-140 14.0 36 80 14 4 |
RE4-UF12-NCB-160 16.0 40 100 16 4 B
RE4-UF12-NCB-180 18.0 40 100 20 4 |
RE4-UF12-NCB-200 20.0 45 100 20 4 [ |
Recommended work material  #EIIII T8 B preferred suitable SEFA Suitable &3

UNCOATED : RC - 8 Seels Harden ijlccls

Stainless Steels Stainless Steels
SUS 3xx SUS 2xx SUS 4xx SUS 6xx
R HER B
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UmtJ] Square Type

RE4

EXEV]R 4 ] > NRRETE AT
Endmill - Standard Cut Length, 4 flutes, Irregular helix flutes

= ___AE=—

* BRI SEREN RS S EE VI HIAAOR A RIS BRI U HIES - TR DR R
HIFREAIMERE -

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

| REAUFNCos0 | 0 | 9 [ s ] 4 ] o4 | B |
| ReeuPNco0 | 20 | 4 | s ] e | 4 | W
| ReuRNeo0 | 30 | 9 | s ] o6 |4+ | W
| ReevrNeoo | 40 | o | o0 ] e |4 | B

Cwerveoo | o | w0 | w | o |« | B
Cweoveao | w0 | w | @ | o |+ | B
(e | w0 | o | 5 [ o0 |« | B
Cwrve | w0 | w | s [ o |4 | W
(e | w0 | 0 | w6 |+ | B

RE4-UF12-NC-200 20.0 45 100 20 4 .
Recommended work material  #EIIN TR B prcferred suitable =REA Suitable M
Stainle Fe-| loy Ni-Base Alloy Titanium Alloy
UNCOATED ﬁé"égé‘%é . *®ad
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A® BKJ) Ball Nose

Cutting tools manufactue

Ultra Fine Grain Carbide Ballnose Endmills — 2 Flutes ~ Standard Cut Length

THBHIALERE ~ 3XT) — 2 30~ IREIDR

Size:R0.5 ~ R10.0 Carbide V-Speed
UESB2 /| UEB2 utrarne| | Pt | | %0° 5 | [\HSMm

PO - - | | I
% '#Lm"u ] '._i

mensionm | syx | mE | 2E | S mm | Coating Wik
Desig nation d h L D YA
UE SB2-010 RO.5 20 50 4 (%) 2
UE SB2-012 R0.6 25 50 4(%) 2
UE SB2-014 RO.7 3.0 50 4 (%) 2
UE SB2-015 RO.75 3.0 50 4 (%) 2
UE SB2-016 RO.8 3.2 50 4 (%) 2
UE SB2-018 R0.9 3.6 50 4(%) 2
UE SB2-020 R1.0 4.0 50 4(%) 2
UE SB2-025 R1.25 5.0 50 4(%) 2
UE SB2-030 R1.5 6.0 50 4(%) 2
UE SB2-040 R2.0 8.0 50 4 2
UE SB2-050 R2.5 10 50 6 2
UE SB2-060 R3.0 12 50 6 2
UE SB2-070 R3.5 14 60 8 2
UE SB2-080 R4.0 16 60 8 2
UE SB2-100 R5.0 20 75 10 2
UE SB2-120 R6.0 24 75 12 2
UE SB2-160 R8.0 32 100 16 2
UE SB2-200 R10.0 40 100 20 2
UEB2-010 RO.5 2.0 50 6 2
UEB2-015 RO.75 3.0 50 6 2
UE B2-020 R1.0 4.0 50 6 2
UE B2-025 R1.25 5.0 50 6 2
UE B2-030 R1.5 6.0 50 6 2
UE B2-040 R2.0 8.0 50 6 2
UE B2-050 R2.5 10 75 6 2
UE B2-060 R3.0 12 75 6 2
UE B2-070 R3.5 14 75 8 2
UE B2-080 R4.0 16 75 8 2
UEB2-100 R5.0 20 100 10 2
UEB2-120 R6.0 24 100 12 2
UEB2-160 R8.0 32 150 16 2
UE B2-200 R10.0 40 150 20 2

(%) Mark : Customized orders for shank diameter 3.0 mm is also available ZER(X)Z : G BIMTRUFE3.0mm

Recommended work material  #EIINITHE B prcferred suitable &M Suitable &M

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 56 HRC 56 ~ 65 Cast Iron Ti-alloy
Tixsh/ S5 S=/7aEH EERIE EhERI2 = fIN=Fc3
FEATURE : The special geometry of the ball cutting edge with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up to HRC

56 - DRY CUT)
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K] Ball Nose

P al

Cutting tools manufactur:

Ultra Fine Grain Carbide Endmills — 2 Flutes * Standard Cut Length

THBHIRLERE ~ 3K7) ~ R — 2 )~ REDR

Size: R1.0 ~R10.0

UELB2 (A) / UXLB2

T —

Long Shan £1@

V-Speed
Grain ULTRA o
Uttra-Fine | | TIALN+ 30 56 N/HSM

dy | =42

&F———— F-To

L ST, |

mensionm™ | s | mE | 2 | wE g | Coating R
Desig nation d h L D YA
UELB2A-040 R2.0 8 75 4 n
UELB2-010 RO.5 2 75 6 2 n
UELB2-015 RO.75 3 75 6 2
UELB2-020 R1.0 4 75 6 I
UELB2-030 R1.5 6 75 6 2
UELB2-040 R2.0 8 75 6 2 o=
UELB2-050 R2.5 10 100 6 2
UELB2-060 R3.0 12 100 6 2 o=
UELB2-080 R4.0 16 100 8 2
UELB2-100 R5.0 20 150 10 A
UELB2-120 R6.0 24 150 12 2
UELB2-160 R8.0 32 200 16 P =
UELB2-200 R10.0 40 200 20 2
Extra Lon &R
UXLB2-015 RO.75 3 100 6 2 ™
UXLB2-020 R1.0 5 100 6 2
UXLB2-030 R1.5 6 100 6 2
UXLB2-040 R2.0 8 100 6 2
UXLB2-060 R3.0 12 150 6 2
UXLB2-080 R4.0 16 150 8 2
UXLB2-100 R5.0 20 200 10 2
UXLB2-120 R6.0 24 200 12 2
Recommended work material  #EaIN0 T 7% B Preferred suitable &M [ Suitable #F

Steel < HRC32
xS/ S5

56 - DRY CUT)

S/ TEE

FEATURE : The special geometry of the ball cutting edge with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up to HRC

HRC49 ~ 56
EAERIE N

HRC 56 ~ 65 Cast Iron Ti-alloy
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‘ﬂ® K T] Ball Nose

Cutting tools manufactue

Ultra Fine Grain Carbide Ballnose Endmills — 4 Flutes ~ Standard Cut Length
IBARALESH ~ BRT) — 4 )~ IEIIR
Size: R0.5 ~ R10.0

Carbide V-Speed
Grail o
UESB4 /| UEB4 uiaoe| [ 03 | [ 200 | [ oo | [nisw
| P
dy | -- == | W D
P T | Ty
L 1 |

mension(mm) | g | pE | 28 | @ Fa
Desig nation d, Iy L D Z
UE SB4-010 RO.5 2 50 4 4
UE SB4-015 R0.75 3 50 4 4
UE SB4-020 R1.0 4 50 4 4
UE SB4-030 R1.5 6 50 4 4
UE SB4-040 R2.0 8 50 4 4
UE SB4-050 R2.5 10 50 6 4
UE SB4-060 R3.0 12 50 6 4
UE SB4-080 R4.0 16 60 8 4
UE SB4-100 R5.0 20 75 10 4
UE SB4-120 R6.0 24 75 12 4
UESB4-160 R8O 320 100 16 4
UESB4-200 R100 400 100 20 4
UE B4-020 R1.0 40 50 6 4
UE B4-030 R1.5 6.0 50 6 4
UE B4-040 R2.0 8.0 50 6 4
UE B4-050 R25 100 75 6 4
UE B4-060 R3O0 120 75 6 4
UE B4-080 RAO 160 75 8 4
UEB4-100 RS0 200 100 10 4
UE B4-120 RGO 240 100 12 4
Recommended work material ~ #ETINI T} B preferred suitable SiEFA Suitable &M

Steel < HRC32 HRC32 ~ 48 HRC 56 ~ 65 Stainless Cast Iron Copper
T/ S<2 S/ 7R EAERIE AR = il

FEATURE : New ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT), covering from carbon steels to hardened steels ( UP to HRC 65)
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Cutting tools manufacture

MX900 Series - Ultra Fine Grain Carbide Ballnose Endmills Reduced Neck / HSM - 2 Flutes Short Cut Length

IRABGARIEREE ~ 3K ~ 858 / SRUIEI — 2 3D~ 583D
Size: R0.5 ~ R2.0

Carbide V-Speed
Grain ULTRA
H M R B 2 Ultra-Fine| | TIALN+ 30° 55 HSM

*

!
el 1y |

Dimension(mm) sy | mme | nE | 2% | e | ypm | Coating EER
Designation d4 P Iy L D z
HMRB2-010-4 R0O.5 4 0.8 50 4 2
HMRB2-010-6 R0.5 6 0.8 50 4 2
HMRB2-010-8 R0O.5 8 0.8 50 4 2
HMRB2-010-10 R0O.5 10 0.8 50 4 2
HMRB2-010-12 R0O.5 12 0.8 50 4 2
HMRB2-015-4 R0.75 4 1.2 50 4 2
HMRB2-015-6 R0.75 6 1.2 50 4 2
HMRB2-015-8 R0.75 8 1.2 50 4 2
HMRB2-015-10 R0.75 10 1.2 50 4 2
HMRB2-015-12 R0.75 12 1.2 50 4 2
HMRB2-015-16 R0.75 16 1.2 50 4 2
HMRB2-015-20 R0.75 20 1.2 50 4 2
HMRB2-020-4 R1.0 4 1.5 50 4 2
HMRB2-020-6 R1.0 6 15 50 4 2
HMRB2-020-8 R1.0 8 1.5 50 4 2
HMRB2-020-10 R1.0 10 1.5 50 4 2
HMRB2-020-12 R1.0 12 1.5 50 4 2
HMRB2-020-16 R1.0 16 15 50 4 2
HMRB2-020-20 R1.0 20 15 50 4 2
HMRB2-030-6 R1.5 6 2.5 50 4 2
HMRB2-040-12 R2.0 12 3.5 50 4 2
Recommended work material  #ETINITHH B preferred suitable REMA Suitable A

Steel < HRC32 HRC32 ~ 55 HRC 56 ~ 70 Stainless Cast Iron Copper
fix s/ & =5 Sx/E%H HRIEH A = bill

FEATURE : Reduced neck form allows for various surface milling , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering
from carbon steels to hardened steels ( Up to HRC 55 )
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A® K] Ball Nose

Cutting tools manufactue

MX900 Series - Ultra Fine Grain Carbide Ballnose Endmills Reduced Neck / HSM - 2 Flutes Short Cut Length
ARG ES R ~ BRTD ~ #85R / =REIEI — 2 I~ 8D

Size: R1.0 ~ R6.0
Carbide V-Speed
Grail o

H E R B 2 U“r:‘;:nine %Iirﬁ\ﬁ 2 > nev

«Fep=cF—=—F
* E b iy |

Dimension(m™) sy | mwe | nE | 2% | M | pm | Coating R
Designation d, P Iy L D z
HERB2-020-6 R1.0 6 15 50 6 2
HERB2-020-8 R1.0 8 1.5 50 6 2
HERB2-020-10 R1.0 10 1.5 50 6 2
HERB2-030-9 R1.5 9 3.0 50 6 2
HERB2-030-12 R1.5 12 3.0 50 6 2
HERB2-030-15 R1.5 15 3.0 50 6 2
HERB2-030-24 R1.5 24 3.0 75 6 2
HERB2-040-12 R2.0 12 4.0 50 6 2
HERB2-040-20 R2.0 20 4.0 75 6 2
HERB2-040-32 R2.0 32 4.0 75 6 2
HERB2-050-15 R2.5 15 5.0 50 6 2
HERB2-050-25 R2.5 25 5.0 75 6 2
HERB2-060-18 R3.0 18 6.0 50 6 2
HERB2-060-30 R3.0 30 6.0 75 6 2
HERB2-080-24 R4.0 24 8 60 8 2
HERB2-100-30 R5.0 30 10 75 10 2
HERB2-120-30 R6.0 30 12 75 12 2
Recommended work material  #EIIINTH¥ B preferred suitable SEA Suitable &R

HRC 56 ~ 70 Stainless Cast Iron Copper
T/ S<2 S/ 7N Eal s i g = i@

FEATURE : Reduced neck form allows for various surface milling , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering
from carbon steels to hardened steels ( Up to HRC 55 )
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Tk J] Ball Nose A@

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Micro Ballnose Endmills - 2 Flutes + Standard cut Length

BAAAIESE ~ FUNVEIRTD / SFRUEI — 2 D~ E2EIDR
Size: R0O.1 ~ R0.45

Carbide V-Speed
Grain ULTRA
M s Bz Ultra-Fine | | TIALN+ 30° 48 N/HSM

—

Dimension(mm) T e 2 @ e Coating 8
Desig nation d, lh L D Z
MSB2-004-008 RO.2 0.8 50 4 (%) 2
MSB2-005-010 R0O.25 1.0 50 4(%) 2
MSB2-006-012 R0.3 1.2 50 4 (%) 2
MSB2-007-014 R0.35 14 50 4 (%) 2
MSB2-008-016 R0.4 1.6 50 4 (%) 2
MSB2-009-018 R0.45 1.8 50 4 (%) 2

(X ) Mark : Customized orders for shank diameter 3.0 mm is also available ZR(X)ZE : O BIMTEURTEZ.0mm

Recommended work material  #ETIIITAFE B preferred suitable =EM Suitable &R

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 55 Stainless Cast Iron Copper
x5/ S5 Sx/FEEH HRIRH AN = £l

FEATURE : New ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT), covering from carbon steels to hardened steels ( UP to HRC 48)
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A® BKkJT) Ball Nose

Cutting tools manufactue

MX900 Series - Ultra Fine Grain Carbide Micro Ballnose Endmills ~ Long Neck - 2 Flutes + Short Cut Lengh

RGO ERE ~ BUVEIRTD s RER — 2 30~ 585
Size: RO.2 ~ R0.4

Carbide V-Speed
Grain ULTRA
M s RBZ Ultra-Fine | | TIALN+ 30° 48 N/HSM

u11f:|(;&j;|;1 ________ *._!D
i I ;'L:.u |g_| I

Dimension(mm) | oy | mmE | E | 28 | WE | 0 Coating $81
Desig nation d, P Iy L D z
MSRB2-004-1 R0.2 1 0.4 50 4 (%) 2
MSRB2-004-2 R0O.2 2 04 50 4 (%) 2
MSRB2-004-3 R0.2 3 04 50 4 (%) 2
MSRB2-005-2 R0.25 2 0.5 50 4 (¥) 2
MSRB2-005-4 R0.25 4 0.5 50 4 (%) 2
MSRB2-005-6 R0.25 6 0.5 50 4 (%) 2
MSRB2-005-8 R0.25 8 0.5 50 4 (%) 2
MSRB2-006-2 R0O.3 2 0.6 50 4 (¥) 2
MSRB2-006-4 RO.3 4 0.6 50 4 (%) 2
MSRB2-006-6 RO.3 6 0.6 50 4 (%) 2
MSRB2-006-8 RO.3 8 0.6 50 4 (%) 2
MSRB2-007-2 R0.35 2 0.7 50 4 (%) 2
MSRB2-007-4 R0.35 4 0.7 50 4 (%) 2
MSRB2-007-6 RO.35 6 0.7 50 4 (%) 2
MSRB2-007-8 R0.35 8 0.7 50 4 (%) 2
MSRB2-008-2 R0.4 2 0.8 50 4 (¥) 2
MSRB2-008-4 R0.4 4 0.8 50 4 () 2
MSRB2-008-6 R0.4 6 0.8 50 4 () 2
MSRB2-008-8 R0.4 8 0.8 50 4 (¥) 2
MSRB2-008-10 R0.4 10 0.6 50 4 (¥) 2

(X) Mark : Customized orders for shank diameter 3.0 mm is also available ZR(X)Z : Y RIMETEAIRIE3.0mm

Recommended work material  HEETGIIITHE B preferred suitable i [ Suitable %

Steel < HRC32 HRC 49 ~ 55 Stainless Cast Iron Copper
% S/ 7 EAEZRIEH g = il

FEATURE : Long neck form allows for various surface milling , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from
carbon steels to hardened steels ( Up to HRC 48 )
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Tk J) Ball Nose Aﬂ@

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Ballnose Mould & Die Endmills / HSM - 2 Flutes
ARSI ~ BMENTRIKD / S&FUIE — 2
Size: R0.5 ~ R8.0

Carbide V-Speed [l Rake Angle
Grai ULTRA i
MSBD2 /| MBD2 s [ | [ 7] [ ] (o] [nome

e=F————F "

——— RN

.
Dimensionmm) | gy | smwe | nE | 28 | WE | I Coating $Kf&
Designati on d, I l4 L D Z
MSBD2-010 RO.5 - 15 50 4 2
MSBD2-015 R0.75 - 2.0 50 4 2
MSBD2-020 R1.0 - 3.0 50 4 2
MSBD2-025 R1.25 - 35 50 4 2
MSBD2-030 R1.5 - 4.0 50 4 2
MSBD2-040 R2.0 - 5.0 50 4 2
MSBD2-050 R2.5 - 6.5 50 6 2
MSBD2-060 R3.0 - 8.0 50 6 2
MSBD2-080 R4.0 - 10.0 60 8 2
MSBD2-100 R5.0 - 12.0 75 10 2
MSBD2-120 R6.0 - 15.0 75 12 2
MSBD2-160 R8.0 - 20.0 100 16 2
MBD2-010 RO.5 3 1.0 50 6 2
MBD2-015 R0.75 4 1.2 50 6 2
MBD2-020 R1.0 5 15 50 6 2
MBD2-025 R1.25 6 2.0 50 6 2
MBD2-030 R1.5 8 25 50 6 2
MBD2-035 R1.75 9 3.0 50 6 2
MBD2-040 R2.0 12 35 50 6 2
MBD2-050 R2.5 15 4.0 75 6 2
MBD2-060 R3.0 - 8.0 75 6 2
MBD2-080 R4.0 - 10.0 75 8 2
MBD2-100 R5.0 - 12.0 100 10 2
MBD2-120 R6.0 - 15.0 100 12 2
Recommended work material  #ESIIITAHE B preferred suitable BEF Suitable A

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 65 Stainless Cast Iron Super Alloy
Tixsh/ S8 /188 HRIR N b 2REx

FEATURE : The special geometry of the ball cutting edge with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( DRY CUT
in mould and die operation ( Up to HRC 65 ) » excellent for contor linen ( constant Z ) roughing / semi-finishing and profile finishing
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‘ﬂ@’ Kk J] Ball Nose

Cutting tools manufactue

MX900 Series - Ultra Fine Grain Carbide Ballnose Mould & Die Endmills *~ Long Shank / HSM - 2 Flutes
IABHRIESH ~ REINTARIK « &M / SFHE —2 3D
Size: R2.0~R6.0

Carbide V-Speed [l Rake Angle
Grai ULTRA o "
M L B D 2 uirarFine| | TIALNS 7 65 HSM | | Negative

— R e

: |
imension(mm) L o L i
E | BRE | 0E 25 W ALy Coating K[
Desig nation d, [P Iy L D z
MLBD2-040 R2.0 12 3.5 75 6 2
MLBD2-050 R2.5 15 4.0 100 6 2
MLBD2-060 R3.0 - 8.0 100 6 2
MLBD2-080 R4.0 = 10.0 100 8 2
MLBD2-100 R5.0 - 12.0 150 10 2
MLBD2-120 R6.0 - 15.0 150 12 2
Recommended work material  #ESIIITiE I preferred suitable S Suitable &F
Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 65 Stainless Cast Iron Super Alloy
T/ S /a8 HRIR N R =as

FEATURE : The special geometry of the ball cutting edge with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( DRY CUT
in mould and die operation ( Up to HRC 65)
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Bk J) Ball Nose A@

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Ballnose Mould & Die Endmills ~ Long Neck / HSM - 2 Flutes
fmHEHALERE « RERINTIEMKT KRR/ SF0E —2 7D

Size: R0.75 ~ R2.5
Carbide Rake Angle
M RB Dz bl | YR 7° 65 HSM | | Negative

Dimension™m)| sy | mxe | DE | 2E | BE | OB
Desig nation d, l> Iy L D Z
MRBD2-015-6 R0.75 6 1.2 50 6 2
MRBD2-015-8 R0.75 8 1.2 50 6 2
MRBD2-015-10 R0.75 10 1.2 50 6 2
MRBD2-015-12 R0.75 12 1.2 50 6 2
MRBD2-020-6 R1.0 6 1.5 50 6 2
MRBD2-020-8 R1.0 8 1.5 50 6 2
MRBD2-020-10 R1.0 10 1.5 50 6 2
MRBD2-020-12 R1.0 12 15 50 6 2
MRBD2-020-16 R1.0 16 1.5 50 6 2
MRBD2-020-20 R1.0 20 1.5 50 6 2
MRBD2-030-10 R1.5 10 25 50 6 2
MRBD2-030-12 R1.5 12 2.5 50 6 2
MRBD2-030-16 R1.5 16 25 50 6 2
MRBD2-030-20 R1.5 20 25 50 6 2
MRBD2-030-25 R1.5 25 25 75 6 2
MRBD2-030-30 R1.5 30 25 75 6 2
MRBD2-040-16 R2.0 16 35 50 6 2
MRBD2-040-20 R2.0 20 3.5 50 6 2
MRBD2-040-25 R2.0 25 3.5 75 6 2
MRBD2-040-32 R2.0 32 3.5 75 6 2
MRBD2-040-40 R2.0 40 35 75 6 2
MRBD2-050-20 R2.5 20 4.0 75 6 2
MRBD2-050-25 R2.5 25 4.0 75 6 2
MRBD2-050-30 R2.5 30 4.0 75 6 2
MRBD2-050-40 R2.5 40 4.0 75 6 2
Recommended work material ~ #ETINI T B preferred suitable SEFA Suitable SEF

HRC 49 ~ 65 Stainless Cast Iron Super Alloy
T/ S5 S/ 7R EAERIEH AR iwHE SREE

FEATURE : The special geometry of the ball cutting edge with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( DRY CUT
in mould and die operation ( Up to HRC 65) » excellent for contor linen ( constant Z ) roughing / semi-finishing and profile finishing
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‘ﬂ® BKJ) Ball Nose

Cutting tools manufactue

Ultra Fine Grain Carbide Mirco Ballnose Endmills - 2 Flutes - Short Cut Length

A AAISESM R T)/FEAT D230 — —
Size: R0.1~R0.4 ULTRA 3¢ N/HSM 68

SFRM
=

e .
|
"_ | L |

Dimension(mm) @ e 2= P Bt Coating §EfR
Designati on d, I L D z
SFRM-003 R0.15 0.3 50 4 2
SFRM-004 R0O.2 0.4 50 4 2
SFRM-005 R0.25 0.5 50 4 2
SFRM-006 R0.3 0.6 50 4 2
SFRM-008 RO.4 0.8 50 4 2 H

Ultra Fine Grain Carbide Ballnose Endmills - 2 Flutes - Short Cut Length

AR ~ BKID/MEMIE—2Y) p— ViSpeed

Size: R0.5~R6.0 YRR 30° N/HSM 68

SFR / SFRB =
=

Dimension(mm) I IE 2E g Ak

Designation dy lh L D z

SFR-010 RO.5 1.0 50 4 2

SFR-015 RO.75 1.5 50 4 2

SFR-020 R1.0 2.0 50 4 2

SFR-030 R1.5 3.0 50 4 2

SFR-040 R2.0 4.0 50 4 2

SFR-050 R2.5 5.0 50 6 2

SFR-060 R3.0 6.0 50 6 2

SFR-080 R4.0 8.0 60 8 2

SFR-100 R5.0 10.0 75 10 2

" SFR-120 R6.0 12.0 75 12 2
SFRB-010 RO.5 1.0 75 6 2

SFRB-015 R0.75 1.5 75 6 2

SFRB-020 R1.0 2.0 75 6 2

SFRB-030 R1.5 3.0 75 6 2

f SFRB-040 R2.0 4.0 75 6 2

SFRB-050 R2.5 5.0 75 6 2

SFRB-060 R3.0 6.0 75 6 2

For specifications of cutting SFRB-080 R4.0 8.0 75 8 2
conditions, please refer to SFRB-100 R50  10.0 100 10 2
page 54.55 SFRB-120 R6.0 12.0 100 12 2
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Kk T] Ball Nose Aﬂ‘a

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Ballnose Endmills ~ Taper Neck / HSM - 2 Flutes
THBHAIERE ~ 3K7) ~ RITR / &FIE —2 3

Size: R1.0 ~ R3.0 Carbide V-Speed
Grai o
MTB2 UtraFine | | PALke 30 & HsM
a
i
|
s

Dimension(mm) | g we | VE | 2E W K
Desig nation d, A I L D Z
MTB2-020-T3.0 R1.0 30 30 75 6 2
MTB2-020-T5.0 R1.0 50 30 75 6 2
MTB2-030-T3.0 R15 30 45 75 6 2
MTB2-030-T1.5 R15 15 45 100 6 2
MTB2-040-T3.0 R2.0 30 6.0 75 6 2
MTB2-040-T1.5 R2.0 15 6.0 100 6 2
MTB2-060-T3.0 R3.0 30 9.0 75 8 2
MTB2-060-T1.5 R3.0 15 9.0 100 8 2

MX900 Series - Ultra Fine Grain Carbide Ballnose Endmills *~ Long Taper Neck / HSM- 2 Flutes
TBABHAIERE  3K70 ~ RFIR / SREDE — 2 30

Size: R1.0 ~ R2.0 Carbide V-Speed
MLT Bz uieatine | | i 30° 65 HSM

N .1.|

R ——

Dimension(mm . . o o ing i
M s | mm | e | BRE | 2 W@ | pm | Coating R

Desig nation d, A I I L D z

MLTB2-020-T0.5 R1.0 0.5 3.0 60 100 6 2

MLTB2-020-T1.0 R1.0 1.0 3.0 60 100 6 2

MLTB2-020-T1.5 R1.0 15 3.0 60 100 6 2

MLTB2-030-T0.5 R1.5 0.5 4.0 60 100 6 2

MLTB2-030-T1.0 R1.5 1.0 4.0 60 100 6 2

MLTB2-040-T0.5 R2.0 0.5 5.0 60 100 6 2

MLTB2-040-T1.0 R2.0 1.0 5.0 60 100 6 2 |

Recommended work material  #ESIIITAFE B preferred suitable @A [ suitable P8

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 65 Stainless Cast Iron Super Alloy
x/a2m | S/ HEIZ0 58 i BESE

FEATURE : Long taper neck is applied increase tool rigidity than straight neck , new ULTRA ( D ) TIALN+ coating useful for HSM and hard
milling ( DRY CUT ) in mould and die operation ( Up to HRC 65 ) » excellent for profile finishing and deep rib processing
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Cutting tools manufactue

K J) Ball Nose

- Ultra Fine Grain Carbide Ballnose Mould & Die Endmills / HSM - 2 Flutes
TRABGIAIERED ~ 3KT) / SRUE / BT A— 2 ) IREDR

Size: R0.5 ~ R8.0

[ —

e==

Grain
Ultra-Fine

TDC

30°

N/HSM

Positive

1 B ]
e [P——— o
. __ !

o
- L

Dimension(mm) ATy E 2E ot A Coating $EfE
Desig nation d, I L D z UNCOATED TDC(C)
RO.5 2 50 4 2 ] O
R0.75 3 50 4 2 [ | O
R1.0 4 50 4 2 | O
R1.5 6 50 4 2 | O
R2.0 8 50 4 2 | O
R2.5 10 50 6 2 [ | O
R3.0 12 50 6 2 | O
R4.0 16 75 8 2 [ | O
R5.0 20 75 10 2 [ | O
R6.0 24 75 12 2 u |
R1.5 6.0 75 6 2 ] O
R2.0 8.0 75 6 2 | O
R2.5 10.0 75 6 2 | O
R3.0 12.0 75 6 2 [ | O
R4.0 16.0 100 8 2 [ | O
R5.0 20.0 100 10 2 u O
R6.0 24.0 100 12 2 | | O
Recommended work material BTN T K Preferred suitable =& [ suitable picalzE!
Copper Al-alloy
Tbe(C) ﬁﬁ @
Copper Al-alloy Synthetics
S il igase SRR

FEATURE : For copper and aluminum alloys , optimized flute design to improved the ability of chip discharge and provide an excellent

machined surface
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Bkﬂ Ball Nose ‘ﬂ®

Cutting tools manufactue.

- Ultra Fine Grain Carbide Ballnose Endmills ~ Long Neck / HSM For Copper & Aluminum - 2 Flutes
IABHRIESH ~ 37 « R5R / SRUIH / WEBNITA— 2 3~ &8
Size: R0.5 ~ R2.0

U|<13r:;="ine TDC 30° N/HSM | | Positive

L

Dimension(mm | sy | mms | I8 | 28 | WE | IR Coating #iR
Desig nation d l, I L D z UNCOATED TDC(C)
RO.5 4 1.0 50 4 2 O O
RO.5 6 1.0 50 4 2 O O
RO.5 8 1.0 50 4 2 O O
RO.5 10 1.0 50 4 2 O O
RO.5 12 1.0 50 4 2 O O
R0.75 6 15 50 4 2 O O
R0.75 8 15 50 4 2 O O
R0.75 10 1.5 50 4 2 O O
R0.75 12 15 50 4 2 O O
RO.75 16 15 50 4 2 O O
R1.0 8 2.0 50 4 2 O O
R1.0 10 2.0 50 4 2 O O
R1.0 12 2.0 50 4 2 O O
R1.0 16 2.0 50 4 2 O O
R1.0 20 2.0 50 4 2 O O
R1.0 25 2.0 50 4 2 O O
R1.5 12 3.0 50 6 2 O O
R1.5 16 3.0 50 6 2 O O
R1.5 25 3.0 50 6 2 O O
R1.5 35 3.0 75 6 2 O O
R2.0 30 4.0 75 6 2 O O
R2.0 40 4.0 100 6 2 O O
Recommended work material  #EESIINTAE Preferred suitable R3&MA Suitable &R
Copper Al-alloy
The(c) ﬂﬁ #es
Copper Al-alloy Synthetics
D Ea B SRR

FEATURE : For copper and aluminum alloys , optimized flute design to improved the ability of chip discharge and provide an excellent
machined surface

P.45




‘ﬂ® [E|£ ) Corner Radius

Cutting tools manufactue

MX900 Series - Ultra Fine Grain Carbide Torus Endmills ~ Long Neck / HSM- 2 Flutes + Short Cut Lengh
ifsIsE - BRJ) - R\ / S&08 — 2 3 &)

Size: D1.0 ~ D3.0
V-Speed
MSRZ Utoetine | | YRR 30° 62 HSM

— R

T

Dimension(mm)| yym | Rre | BHE YE | 25 | ME | D& | Coating §EE
Designation d4 R I 1 L D
MSR2010-001-5 1.0 0.1 5 1.5 50 4 2
MSR2010-001-8 1.0 0.1 8 1.5 50 4 2
MSR2010-002-5 1.0 0.2 5 1.5 50 4 2
MSR2010-002-8 1.0 0.2 8 1.5 50 4 2
MSR2015-001-6 1.5 0.1 6 2 50 4 2
MSR2015-001-10 1.5 0.1 10 2 50 4 2
MSR2015-002-6 1.5 0.2 6 2 50 4 2
MSR2015-002-10 1.5 0.2 10 2 50 4 2
MSR2020-001-8 2.0 0.1 8 3 50 4 2
MSR2020-001-12 2.0 0.1 12 3 50 4 2
MSR2020-002-8 2.0 0.2 8 3 50 4 2
MSR2020-002-12 2.0 0.2 12 3 50 4 2
MSR2020-003-8 2.0 0.3 8 3 50 4 2
MSR2020-003-12 2.0 0.3 12 3] 50 4 2
MSR2020-005-8 2.0 0.5 8 3 50 4 2
MSR2020-005-12 2.0 0.5 12 3 50 4 2
MSR2025-002-10 2.5 0.2 10 3 60 6 2
MSR2025-005-10 2.5 0.5 10 3 60 6 2
MSR2030-002-10 3.0 0.2 10 4 60 6 2
MSR2030-002-16 3.0 0.2 16 4 60 6 2
MSR2030-003-10 3.0 0.3 10 4 60 6 2
MSR2030-003-16 3.0 0.3 16 4 60 6 2
MSR2030-005-10 3.0 0.5 10 4 60 6 2
MSR2030-005-16 3.0 0.5 16 4 60 6 2
MSR2030-010-10 3.0 1.0 10 4 60 6 2
MSR2030-010-16 3.0 1.0 16 4 60 6 2

Customized orders for other length of neck and corner radius is also available

Recommended work material  #@I0TiHK I Preferred suitable B Suitable &M

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 62 Stainless Cast Iron Copper
Tixsh/ S8 S/ 7N ENERIE BN i Ei]

FEATURE : Different length of neck with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up to HRC 62 - DRY CUT )
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[E|£ ] Corner Radius ‘ﬂ‘@

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Torus Endmills ~ Long Neck / HSM- 2 Flutes + Short Cut Lengh

BIBERIESH B8« K / &&FE — 2 D~ 58D
Size: D4.0 ~ D12.0

M s R2 Carbide V-Speed
Grain ULTRA
Ultra-Fine | | TIALN+ 30° 62 HSM
[

R — [ p—,

E 1 ",

Dimension(mm)| sy | Rg ByE | DE | 28 | WE | DM | Coating §EkE
Designation d4 R I2 1 L D z
MSR2040-002-12 4.0 0.2 12 5 60 6 2
MSR2040-002-20 4.0 0.2 20 5 60 6 2
MSR2040-003-12 4.0 0.3 12 5 60 6 2
MSR2040-003-20 4.0 0.3 20 5 60 6 2
MSR2040-005-12 4.0 0.5 12 5 60 6 2
MSR2040-005-20 4.0 0.5 20 5 60 6 2
MSR2040-010-12 4.0 1.0 12 5 60 6 2
MSR2040-010-20 4.0 1.0 20 5 60 6 2
MSR2050-003-15 5.0 0.3 15 6 60 6 2
MSR2050-003-25 5.0 0.3 25 6 60 6 2
MSR2050-005-15 5.0 0.5 15 6 60 6 2
MSR2050-005-25 5.0 0.5 25 6 60 6 2
MSR2050-010-15 5.0 1.0 15 6 60 6 2
MSR2050-010-25 5.0 1.0 25 6 60 6 2
MSR2060-002-18 6.0 0.2 18 7 60 6 2
MSR2060-003-18 6.0 0.3 18 7 60 6 2
MSR2060-005-18 6.0 0.5 18 7 60 6 2
MSR2060-010-18 6.0 1.0 18 7 60 6 2
MSR2060-015-18 6.0 1.5 18 7 60 6 2
MSR2080-003-24 8.0 0.3 24 9 60 8 2
MSR2080-005-24 8.0 0.5 24 9 60 8 2
MSR2080-010-24 8.0 1.0 24 9 60 8 2
MSR2080-020-24 8.0 2.0 24 9 60 8 2
MSR2100-005-30 10.0 0.5 30 11 75 10 2
MSR2100-010-30 10.0 1.0 30 " 75 10 2
MSR2100-020-30 10.0 2.0 30 1 75 10 2
MSR2120-010-36 12.0 1.0 36 13 75 12 2
MSR2120-020-36 12.0 2.0 36 13 75 12 2

Customized orders for other length of neck and corner radius is also available

Recommended work material  #EIIIITHE B preferred suitable BB Suitable &R

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 62 Stainless Cast Iron Copper
tix#l/ S Sx/FEEH AERIEH i = 3

FEATURE : Different length of neck with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up to HRC 62 - DRY CUT )
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‘ﬂ® [E|£ ] Corner Radius

Cutting tools manufactue

MX900 Series - Ultra Fine Grain Carbide Torus Endmills ~ Long Neck / HSM- 2 Flutes + Short Cut Lengh

RABHINLESH « BRI « RIR / SRUE — 2 30~ 3830
Size: D2.0 ~ D12.0

M M Rz Carbide V-Speed
Grain ULTRA
Ultra-Fine | | TIALN+ 30° 62 HSM
¥
il - - —tw
— s
-

T

Dimension(mm) | sy | Ry | BWE | DE | 2B | MWE | 08 | Coating B
Designation d4 R I l1 L D z
MMR2020-002-8 2.0 0.2 8 3 60 6 2
MMR2020-002-15 2.0 0.2 15 3 60 6 2
MMR2020-005-8 2.0 0.5 8 3 60 6 2
MMR2020-005-15 2.0 0.5 15 3 60 6 2
MMR2030-002-15 3.0 0.2 15 4 75 6 2
MMR2030-005-15 3.0 0.5 15 4 75 6 2
MMR2040-005-16 4.0 0.5 16 5 75 6 2
MMR2040-010-16 4.0 1.0 16 5) 75 6 2
MMR2050-005-20 5.0 0.5 20 6 75 6 2
MMR2050-010-20 5.0 1.0 20 6 75 6 2
MMR2060-003-30 6.0 0.3 30 7 75 6 2
MMR2060-005-30 6.0 0.5 30 7 75 6 2
MMR2060-010-30 6.0 1.0 30 7 75 6 2
MMR2060-015-30 6.0 1.5 30 7 75 6 2
MMR2080-005-36 8.0 0.5 36 9 75 8 2
MMR2080-010-36 8.0 1.0 36 9 75 8 2
MMR2080-020-36 8.0 2.0 36 9 75 8 2
MMR2100-005-50 10.0 0.5 50 1 100 10 2
MMR2100-010-50 10.0 1.0 50 1 100 10 2
MMR2100-020-50 10.0 2.0 50 1 100 10 2
MMR2100-030-50 10.0 3.0 50 " 100 10 2
MMR2120-005-50 12.0 0.5 50 13 100 12 2
MMR2120-010-50 12.0 1.0 50 13 100 12 2
MMR2120-020-50 12.0 2.0 50 13 100 12 2
MMR2120-030-50 12.0 3.0 50 13 100 12 2

Customized orders for other length of neck and corner radius is also available

Recommended work material ~ #EESINI T E B prcferred suitable S5EFA Suitable &M

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 62 Stainless CastIron Copper
tix$H/ & 5 Sx/FEEH ZhRIE BNt R £l

FEATURE : Different length of neck with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up to HRC 62 - DRY CUT )
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[E|£ J] Corner Radius A‘E

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Torus Endmills ~ Reduced Neck / HSM - 4 Flutes + Short Cut Lengh

BIBERIES ~ B8~ #B%8 / SRUE — 4 D~ 5B
Size: D3.0 ~ D16.0

Carbide V-Speed
Grain ULTRA
MSR4 Ultra-Fine | | TIALN+ 30° 65 HSM
i
"
. | |
Ll L ¥

Dimension(mm) | 5y RE  BNE | NE @ 2E | WmE | Im
Designation d, R I2 4 L D z
MSR4030-002-10 3.0 0.2 10 4 60 6 4
MSR4030-003-10 3.0 0.3 10 4 60 6 4
MSR4030-005-10 3.0 0.5 10 4 60 6 4
MSR4030-010-10 3.0 1.0 10 4 60 6 4
MSR4040-002-12 4.0 0.2 12 5 60 6 4
MSR4040-003-12 4.0 0.3 12 5 60 6 4
MSR4040-005-12 4.0 0.5 12 5 60 6 4
MSR4040-010-12 4.0 1.0 12 5 60 6 4
MSR4050-003-15 5.0 0.3 15 6 60 6 4
MSR4050-005-15 5.0 0.5 15 6 60 6 4
MSR4050-010-15 5.0 1.0 15 6 60 6 4
MSR4060-002-18 6.0 0.2 18 7 60 6 4
MSR4060-003-18 6.0 0.3 18 7 60 6 4
MSR4060-005-18 6.0 0.5 18 7 60 6 4
MSR4060-010-18 6.0 1.0 18 7 60 6 4
MSR4060-020-18 6.0 2.0 18 7 60 6 4
MSR4080-003-24 8.0 0.3 24 9 60 8 4
MSR4080-005-24 8.0 0.5 24 9 60 8 4
MSR4080-010-24 8.0 1.0 24 9 60 8 4
MSR4080-020-24 8.0 2.0 24 9 60 8 4
MSR4100-005-30 10.0 0.5 30 1 75 10 4
MSR4100-010-30 10.0 1.0 30 " 75 10 4
MSR4100-020-30 10.0 2.0 30 1 75 10 4
MSR4100-030-30 10.0 3.0 30 " 75 10 4
MSR4120-005-32 12.0 0.5 32 13 75 12 4
MSR4120-010-32 12.0 1.0 32 13 75 12 4
MSR4120-020-32 12.0 2.0 32 13 75 12 4
MSR4120-030-32 12.0 3.0 32 13 75 12 4
MSR4160-010-45 16.0 1.0 45 17 100 16 4
MSR4160-030-45 16.0 3.0 45 17 100 16 4
Customized orders for other length of neck and corner radius is also available
Recommended work material — #ETINI T A4 H) B Preferred suitable iR Suitable &F

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 65 Stainless Cast Iron Super Alloys
tixsh/ S= Sx/EEH FAERIRE N =i SRS

FEATURE : Short length of cut with reduced neck ensures high rigidity , new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling
(Up to HRC 65 - DRY CUT)
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Cutting tools manufactue

[E|£ ] Corner Radius

MX900 Series - Ultra Fine Grain Carbide Torus Endmills ~ Semi Long Shank/HSM - 4 Flutes + Short Cut Lengh

BABSIRIEREE ~ BRJ) « PR / SREIE — 4 30 =)
Size: D6.0 ~ D8.0

MMR4 btne| [ 0360 | [0 | [es | [[om
:
_——— e

Dimension(mm)|  yyg | Res | BWE | DR | 2E | M€ | Dm | Coating R
Designation di R P Iy L D pA
MMR4060-005-30 6.0 0.5 30 7 75 6 4
MMR4060-010-30 6.0 1.0 30 7 75 6 4
MMR4060-015-30 6.0 15 30 7 75 6 4
MMR4080-005-36 8.0 0.5 36 9 75 8 4
MMR4080-010-36 8.0 1.0 36 9 75 8 4
MMR4080-020-36 8.0 2.0 36 9 75 8 4
Customized orders for other length of neck . corner radius is also available
Recommended work material  #tETINI T4 E B Preferred suitable &3 Suitable &R
Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 65 Stainless Cast Iron
Tixsh/ S =5 Sx/FEEH RIS s ==

FEATURE : Short length of cut with reduced neck ensures high rigidity , new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling

(Up to HRC 65 - DRY CUT )
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[E|£ ] Corner Radius A‘@

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Torus Endmills -2 Flutes + Standard Cut Lengh
IR « B2 — 2 DREDR

Size: D1.0~D12.0 Carbide V-Speed [l Rake Angle
E c R 2 ( ) oo | | YR 30° 65 HSM | [Positive

Dimension(mm) At R E 2E R
Desig nation d, R Iy L D
MECR2A-030-002-3D 3.0 0.2 75 50 3
MECR2A010-002 1.0 0.2 3 50 4
MECR2A015-002 1.5 0.2 4 50 4
MECR2A 020-002 20 0.2 5 50 4
MECR2A020-003 20 03 5 50 4
MECR2A020-005 20 05 5 50 4
MECR2A030-002 3.0 0.2 75 50 4
MECR2A030-003 3.0 03 75 50 4
MECR2A030-005 3.0 05 75 50 4
MECR2A030-010 30 1.0 75 50 4
MECR2A040-002 40 0.2 10 50 4
MECR2A040-003 4.0 03 10 50 4
MECR2A040-005 4.0 05 10 50 4
MECR2A040-010 40 1.0 10 50 4
MECR2-060-005 6.0 0.5 16 50 6
MECR2-060-010 6.0 1.0 16 50 6
MECR2-080-005 8.0 0.5 20 60 8
MECR2-080-010 8.0 1.0 20 60 8
MECR2-100-005 10.0 0.5 25 75 10
MECR2-100-010 10.0 1.0 25 75 10
MECR2-120-005 | 120 05 30 75 12
MECR2-120-010 12.0 1.0 30 75 12

MLCR2 (A)
_ |- Fe
h 1 J | BT b J_I

=
Dimension(mm) PatE RAE E 25 S 85
Desig nation d, R Iy L D z
MLCR2A040-002 4.0 0.2 10 75 4 2
MLCR2A040-005 4.0 0.5 10 75 4 2
MLCR2A040-010 4.0 1.0 10 75 4 2
MLCR2-060-005 6.0 0.5 16 100 6 2
MLCR2-060-010 6.0 1.0 16 100 6 2
MLCR2-080-005 8.0 0.5 20 100 8 2
MLCR2-080-010 8.0 1.0 20 100 8 2
MLCR2-100-005 10.0 0.5 25 100 10 2
MLCR2-100-010 10.0 1.0 25 100 10 2
MLCR2-120-005 12.0 0.5 30 100 12 2
MLCR2-120-010 12.0 1.0 30 100 12 2

Recommended work material  #EESIIITHE B preferred suitable BB [ Suitable F
Stainless Cast Iron

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 65
T/ S5 S/IREH FhERIE AN R

FEATURE : New ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up HRC 65 - DRY CUT )
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[E|£ ] Corner Radius

Cutting tools manufactue

MX900 Series - Ultra Fine Grain Carbide Torus Endmiills + (Semi)Long Shank/HSM-4 Flutes
TBHBGIRIEREH ~ B2 ~ (P)RN/SZHEI—43) ~ REDR

Size: D4.0~D16.0 Carbide V-Speed
M Lc R4 o ULTRA 30° 65 HSM Positive

e «| - H-

Dimension(mm) | 54 R DE 25 g Ak Coating §Zfi5

Desig nation d, R I L D z

MLCR4A040-002 4.0 0.2 10 75 4 4

MLCR4A040-005 4.0 0.5 10 75 4 4

MLCR4A040-010 4.0 1.0 10 75 4 4 [}
MLCR4060-005 6.0 0.5 16 100 6 4 ]
MLCR4060-010 6.0 1.0 16 100 6 4

MLCR4060-015 6.0 1.5 16 100 6 4 . m |
MLCR4060-020 6.0 2.0 16 100 6 4

MLCR4080-005 8.0 0.5 20 100 8 4 . m
MLCR4080-010 8.0 1.0 20 100 8 4

MLCR4080-020 8.0 2.0 20 100 8 4 . m |
MLCR4100-005 10.0 0.5 25 100 10 4

MLCR4100-010 10.0 1.0 25 100 10 4 . m |
MLCR4100-020 10.0 2.0 25 100 10 4

MLCR4100-030 10.0 3.0 25 100 10 4 . m |
MLCR4120-005 12.0 0.5 30 100 12 4

MLCR4120-010 12.0 1.0 30 100 12 4 . =
MLCR4120-020 12.0 2.0 30 100 12 4

MLCR4120-030 12.0 3.0 30 100 12 4 R
MLCR4160-010 16.0 1.0 40 150 16 4

MLCR4160-040 16.0 4.0 40 150 16 4 (]

MX900 Series - Ultra Fine Grain Carbide Torus Endmills -4 Flutes + Standard Cut Length
IBHBHINIESHE ~ BSJ) ~ (P)YRM— 43~ 5@

Size: D8.0~D12.0 _—
MLCRS4 - MECRS4 g | | e e e

ay | = |
_—— e =
= =l ! |
— —
Dimension(mm) Paticy R £ e 25 ftid Pk Coating §Ef&
Desig nation d, R I L D z
MLCRS4-060-005 6.0 0.5 6 100 6 4 [ ]
MLCRS4-080-005 8.0 0.5 8 100 8 4 | |
MLCRS4-080-010 8.0 1.0 8 100 8 4 [ ]
MLCRS4-100-005 10.0 0.5 10 100 10 4 [ |
MLCRS4-100-010 10.0 1.0 10 100 10 4 [ |
MLCRS4-120-005 12.0 0.5 12 100 12 4 ||
MLCRS4-120-010 12.0 1.0 12 100 12 4 |
MECRS4UF12ATC060003 6.0 0.3 6 75 6 4 | |
MECRS4UF12ATC060005 6.0 0.5 6 75 6 4 [ ]
MECRS4UF12ATC060010 6.0 1.0 6 75 6 4 [ |
MECRS4UF12ATC080003 8.0 0.3 8 75 8 4 | |
MECRS4UF12ATCO080005 8.0 0.5 8 75 8 4 [ ]
MECRS4UF12ATCO080010 8.0 1.0 8 75 8 4 [ |
MECRS4UF12ATCO010005 10.0 0.5 10 75 10 4 [ |
MECRS4UF12ATCO010010 10.0 1.0 10 75 10 4 | |
MECRS4UF12ATCO010015 10.0 1.5 10 75 10 4 | |
MECRS4UF12ATC010020 10.0 2.0 10 75 10 4 | |
MECRS4UF12ATC120005 12.0 0.5 12 75 12 4 | |
MECRS4UF12ATC120010 12.0 1.0 12 75 12 4 | |
MECRS4UF12ATC120015 12.0 2.0 12 75 12 4 | |
MECRS4UF12ATC120020 12.0 3.0 12 75 12 4 ||
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[E|£ ] Corner Radius A‘E

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Torus Endmills - 4 Flutes . Standard Cut Length

BiBERIESE s B2 — 4 ) 2EDR
Size: D3.0~D20.0

MEcR4 (A) Carbide V-Speed [l Rake Angle
b | | NmweT | | SR 30° 62 HsM | [Positive

— L

Dimension(mm) | sy | Rm | NE | 2R | WE | W
Desig nation d R Iy L D z
MECR4A-010-002 1.0 0.2 3 50 4 4
MECR4A-015-002 1.5 0.2 4 50 4 4
MECR4A-020-002 2.0 0.2 5 50 4 4
MECR4A-020-003 20 03 5 50 4 4
MECR4A-020-005 2.0 0.5 5 50 4 4
MECR4A030-002 3.0 0.2 7.5 50 4 4
MECR4A030-003 3.0 0.3 7.5 50 4 4
MECR4A030-005 3.0 0.5 7.5 50 4 4
MECR4A030-010 3.0 1.0 75 50 4 4
MECR4A040-002 4.0 0.2 10 50 4 4
MECR4A040-003 4.0 0.3 10 50 4 4
MECR4A040-005 4.0 0.5 10 50 4 4
MECR4A040-010 4.0 1.0 10 50 4 4
MECR4-060-005 6.0 0.5 16 50 6 4
MECR4-060-010 6.0 1.0 16 50 6 4
MECR4-060-015 6.0 1.5 16 50 6 4
MECR4-060-020 6.0 2.0 16 50 6 4
MECR4-080-005 8.0 0.5 20 60 8 4
MECR4-080-010 8.0 1.0 20 60 8 4
MECR4-080-015 8.0 1.5 20 60 8 4
MECR4-080-020 8.0 2.0 20 60 8 4
MECR4-100-005 10.0 0.5 25 75 10 4
MECR4-100-010 10.0 1.0 25 75 10 4
MECR4-100-015 10.0 1.5 25 75 10 4
MECR4-100-020 10.0 2.0 25 75 10 4
MECR4-100-030 10.0 3.0 25 75 10 4
MECR4-120-005 12.0 0.5 30 75 12 4
MECR4-120-010 12.0 1.0 30 75 12 4
MECR4-120-015 12.0 1.5 30 75 12 4
MECR4-120-020 12.0 2.0 30 75 12 4
MECR4-120-030 12.0 3.0 30 75 12 4
MECR4-160-010 16.0 1.0 40 100 16 4
MECR4-160-020 16.0 2.0 40 100 16 4
MECR4-160-030 16.0 3.0 40 100 16 4
MECR4-160-040 16.0 4.0 40 100 16 4
MECR4-200-010 20.0 1.0 50 100 20 4
MECR4-200-020 20.0 2.0 50 100 20 4
MECR4-200-030 20.0 3.0 50 100 20 4
MECR4-200-040 20.0 4.0 50 100 20 4
MECR4-200-050 20.0 5.0 50 100 20 4
Recommended work material ~ #E TN T A7 B preferred suitable S Suitable &M
= Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 62 Stainless Cast Iron Copper
Tixsh/ S & /188N HRIEH A [ il

FEATURE : New ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up HRC 62 - DRY CUT ) P.53
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RER4

REEYIR 4 7] AR EAHEET]
Coner radius endmill-Standard Cut Length, 4 flutes, Irregular helix flutes

e

* iﬁ;ﬁ%ﬁﬁ%ﬂ%ﬁ%ﬂ%iﬁwﬁﬂﬂ’\]ﬁﬂ&ﬁ RN EIRE > e RS R3RIR
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* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

RERAA-UPD-SF0002 | 30 | 02 | 95 | s ] 4 [4 | W |
RERAA-UP-SF00002] 40 | 02 ] w0 | s ] 4 [4 | B |
| ReRe-UF2SEo002 | 30 | 02 | 75 | oo ] 6 |4 ] W |
REReUP-SE00002 | 40 | 02 ] w0 | s ] 6 |4 | W]
| ReRé-UPI2-sEos002 | 5o | 02 ] 13 | s ] 6 [4 | W |
| ReERa-UFIZ-sE050010 |50 ] o ] 3 s ] 6 |4 | W |
| ReRa-UR2sE00-005 | 60 | 05 | e [ s |6 J e ] W

Recommended work material  #ESIIITHE B preferred suitable B Suitable &AM
VIR ] Stainless Steels
M eels arc eels Pre-Hardened Seels Carbon steels
5 : s : SUS 3xx SUS 2xx
UNCOATED it ‘ TRTSESH B AR
Stainless Steels Fe-Base Alloy Ni-Base Alloy Hog
SUS 4xx SUS 6xx Fe 351 Fedss Co-Base Alloy T‘”&“ﬂg"y
SRFE BT SEEHE S SR SRR G S =
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[E£7] Corner Radius ‘ﬂ®

Cutting tools manufactur:

Rt Size(mm) I8 .
P R | F 5] & = B | W& |Noor| _OMne®R
Ttem No. Diameter |Corner Radius |Length of Cut |Overall Length | shank Da | flutes
D1 R ap L1 D4 T UNCOATED
RER4-UF12-SF-080-002 8.0 0.2 20 60 8 4 .
RER4-UF12-SF-080-005 8.0 0.5 20 60 8 4 .
RER4-UF12-SF-080-010 8.0 1.0 20 60 8 4 .
RER4-UF12-SF-080-015 8.0 1.5 20 60 8 4 .
RER4-UF12-SF-100-005 10.0 0.5 25 75 10 4 .
RER4-UF12-SF-100-010 10.0 1.0 25 75 10 4 .
RER4-UF12-SE-100-015 10.0 1.5 25 75 10 4 .
RER4-UF12-SF-100-020 10.0 2.0 25 75 10 4 .
RER4-UF12-SF-100-030 10.0 3.0 25 75 10 4 .
RER4-UF12-SF-120-005 12.0 0.5 30 75 12 4 .
RER4-UF12-SF-120-010 12.0 1.0 30 75 12 4 .
RER4-UF12-SF-120-015 12.0 1.5 30 75 12 4 .
RER4-UF12-SF-120-020 12.0 2.0 30 75 12 4 .
RER4-UF12-SF-120-025 12.0 2.5 30 75 12 4 .
RER4-UF12-SF-120-030 12.0 3.0 30 75 12 4 .
RER4-UF12-SF-160-005 16.0 0.5 40 100 16 4 .
RER4-UF12-SF-160-010 16.0 1.0 40 100 16 4 .
RER4-UF12-SF-160-015 16.0 1.5 40 100 16 4 .
RER4-UF12-SF-160-020 16.0 2.0 40 100 16 4 .
RER4-UF12-SF-160-025 16.0 2.5 40 100 16 4 .
RER4-UF12-SF-160-030 16.0 3.0 40 100 16 4 .
RER4-UF12-SF-160-040 16.0 4.0 40 100 16 4 .
RER4-UF12-SE-160-050 16.0 5.0 40 100 16 4 .
RER4-UF12-SF-200-010 20.0 1.0 50 100 20 4 .
RER4-UF12-SF-200-015 20.0 1.5 50 100 20 4 .
RER4-UF12-SF-200-020 20.0 2.0 50 100 20 4 .
RER4-UF12-SF-200-025 20.0 2.5 50 100 20 4 .
RER4-UF12-SF-200-030 20.0 3.0 50 100 20 4 .
RER4-UF12-SF-200-040 20.0 4.0 50 100 20 4 .
RER4-UF12-SF-200-050 20.0 5.0 50 100 20 4 .
Recommended work material  #EIIITAR B Preferred suitable 5@ Suitable &M
Carbon steels Stainless Steels
S8 s SUS Fe3s1 13 Co e Ally e ik
HE B AT A S BT herd

P.55




‘ﬂ@’ [Bl£ 7] Corner Radius

Cutting tools manufactur:

RER4

AT R 4 Y] » AREANEEAE ST ]
Coner radius endmill - Standard Cut Length, 4 flutes, Irregular helix flutes

S S =
= [ ap y E

* BRI RENER H T S EE VI HIRIA SR A R I 2E IR U AR » TEiR D Ree BRI
IR EAYMERE -

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

JR~F Size(mm) JI
Coating
PSR o | ko 7 & £ & E | No.of
Item No. Diameter |Corner Radius|Length of Cut [Overall Length |shank Da | flutes
D1 R ap L1 D4 T UNCOATED

RER4A-UF12-TSI-030-002 3.0 0.2 7.5 50 4 4 .
RER4A-UF12 -TSI-030-005 | 3.0 0.5 7.5 50 4 4 B
RER4A-UF12-TSI-040-002 4.0 0.2 10 50 4 4 B
RER4A-UF12 -TSI-040-005 4.0 0.5 10 50 4 4 B
RER4-UF12-TSI-030-002 3.0 0.2 7.5 50 6 4 .
RER4-UF12-TSI-030-005 3.0 0.5 7.5 50 6 4 B
RER4-UF12-TSI-040-002 4.0 0.2 10 50 6 4 B
RER4-UF12 -TSI-040-005 4.0 0.5 10 50 6 4 [ |
RER4-UF12-TSI-050-002 5.0 0.2 13 50 6 4 .
RER4-UF12-TSI-050-005 5.0 0.5 13 50 6 4 B
RER4-UF12-TSI-050-010 5.0 1.0 13 50 6 4 .
RER4-UF12-TSI-060-002 6.0 0.2 16 50 6 4 B
RER4-UF12-TSI-060-005 6.0 0.5 16 50 6 4 .
RER4-UF12-TSI-060-010 6.0 1.0 16 50 6 4 .

Recommended work material  HEIIITHE B preferred suitable SEMA

UNCOATED

Stainless Steels Stainless Steels
SUS 3xx SUS 2xx SUS 4xx SUS 6xx
LES: xS ] M B REMTHAR
Fe-Base Alloy Ni-Base Alloy -
Fe 351 Fe353 Co-Base Alloy Tlta;l;f;l]oy
#EEREE SR shEER A & AR
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;%D Corner Radius ‘ﬂcg

Cutting tools manufactur:

R Size(mm) JJE
R 5 A * & 5] & = & | ME | Noof | Coating HE
Item No. Diameter |Corner Radius|Length of Cut [Overall Length | shank Da | flutes
DI R ap L1 D4 T CRICOAIDD
RER4-UF12-TSI-080-002 8.0 0.2 20 60 8 4 .
RER4-UF12-TSI-080-005 8.0 0.5 20 60 8 4 .
RER4-UF12-TSI-080-010 8.0 1.0 20 60 8 4 .
RER4-UF12-TSI-080-015 8.0 1.5 20 60 8 4 .
RER4-UF12-TSI-100-005 10.0 0.5 25 75 10 4 .
RER4-UF12-TSI-100-010 10.0 1.0 25 75 10 4 .
RER4-UF12-TSI-100-015 10.0 1.5 25 75 10 4 .
RER4-UF12-TSI-100-020 10.0 2.0 25 75 10 4 .
RER4-UF12-TSI-100-030 10.0 3.0 25 75 10 4 .
RER4-UF12-TSI-120-005 12.0 0.5 30 75 12 4 .
RER4-UF12-TSI-120-010 12.0 1.0 30 75 12 4 .
RER4-UF12-TSI-120-015 12.0 1.5 30 75 12 4 .
RER4-UF12-TSI-120-020 12.0 2.0 30 75 12 4 .
RER4-UF12-TSI-120-025 12.0 2.5 30 75 12 4 .
RER4-UF12-TSI-120-030 12.0 3.0 30 75 12 4 .
RER4-UF12-TSI-160-005 16.0 0.5 40 100 16 4 .
RER4-UF12-TSI-160-010 16.0 1.0 40 100 16 4 .
RER4-UF12-TSI-160-015 16.0 1.5 40 100 16 4 .
RER4-UF12-TSI-160-020 16.0 2.0 40 100 16 4 .
RER4-UF12-TSI-160-025 16.0 2.5 40 100 16 4 .
RER4-UF12-TSI-160-030 16.0 3.0 40 100 16 4 .
RER4-UF12-TSI-160-040 16.0 4.0 40 100 16 4 .
RER4-UF12-TSI-160-050 16.0 5.0 40 100 16 4 .
RER4-UF12-TSI-200-010 20.0 1.0 50 100 20 4 .
RER4-UF12-TSI-200-015 20.0 1.5 50 100 20 4 .
RER4-UF12-TSI-200-020 20.0 2.0 50 100 20 4 .
RER4-UF12-TSI-200-025 20.0 2.5 50 100 20 4 .
RER4-UF12-TSI-200-030 20.0 3.0 50 100 20 4 .
RER4-UF12-TSI-200-040 20.0 4.0 50 100 20 4 .
RER4-UF12-TSI-200-050 20.0 5.0 50 100 20 4 .
Recommended work material  #ESINITHE B preferred suitable 2@ Suitable &M
UNCOATED
Stainless Steels Stainless Steels
SUS 3xx SUS 2xx SUS 4xx SUS 6xx
L3 e R AT

Fe-Base Alloy Ni-Base Alloy 5
Fe 351 Fe353 Co-Base Alloy Tna;‘:fénoy
BEEREE S SR SR A PR
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Cutting tools manufactue:

;%_D Corner Radius

RER4

TR 4 7] » AHRAIEE A E S T)

Coner radius endmill - Standard Cut Length, 4 flutes, Irregular helix flutes

.

* B R B SE JEEEVI AR K RA RIS HIRIIE LIRS - 1ER D R

= =%
LA E Y RE

L1

oD4{hs)

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

R~T Size(mm) JIE
Coating #H%
JEE LG J] &R S IKES J] & = & f#4% | No.of
Ttem No. Diameter |Corner Radius|Length of Cut|Overall Length/shank Da| flutes
D1 R ap L1 D4 T UNCOATED
RER4A-UF12-ATC030-002 3.0 0.2 7.5 50 4 4 [ |
RER4A-UF12-ATC030-005 3.0 0.5 7.5 50 4 4 ||
RER4A-UF12-ATC040-002 4.0 0.2 10 50 4 4 [ |
RER4A-UF12-ATC040-005 4.0 0.5 10 50 4 4 ||
RER4-UF12-ATC-030-002 3.0 0.2 7.5 50 6 4 [ ]
IRER4-UF12-ATC-030-005 3.0 0.5 7.5 50 6 4 ]
RER4-UF12-ATC-040-002 4.0 0.2 10 50 6 4 [ |
IRER4-UF12-ATC-040-005 4.0 0.5 10 50 6 4 |
RER4-UF12-ATC-050-002 5.0 0.2 13 50 6 4 [ |
RER4-UF12-ATC-050-005 5.0 0.5 13 50 6 4 ||
RER4-UF12-ATC-050-010 5.0 1.0 13 50 6 4 [ |
IRER4-UF12-ATC-060-002 6.0 0.2 16 50 6 4 ||
RER 4-UF12-ATC-060-005 6.0 0.5 16 50 6 4 [ ]
RER4-UF12-ATC-060-010 6.0 1.0 16 50 6 4 ]
Recommended work material Preferred suitable &i#M Suitable &M

UNCOATED

Carbon steels
B8

Malleable Iron
KTH KTZ KTB

P.58
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Pre-Hardened Seels

Titanium Alloy
sk

Hardened Steels

S

Mild Steels

— R
Hardened Steels Ductile Iron
40-50HRC FC FCD
[Stidist] IRCIEREE PRI




;%_D Corner Radius

Pl

Cutting tools manufactur:

R~f Size(mm) JI8
FE SR & | J & = B i |Noof|  Coating
Ttem No. Diameter |Corner Radius [Length of Cut|Overall Length | shank Da | flutes
D1 R ap L1 D4 T UNCOATED
RER4-UF12-ATC-080-002 8.0 0.2 20 60 8 4 .
RER4-UF12-ATC-080-005 8.0 0.5 20 60 8 4 [ ]
RER4-UF12-ATC-080-010 8.0 1.0 20 60 8 4 [ |
RER4-UF12-ATC-080-015 8.0 1.5 20 60 8 4 [ ]
RER4-UF12-ATC-100-005 10.0 0.5 25 75 10 4 [ ]
RER4-UF12-ATC-100-010 10.0 1.0 25 75 10 4 [ ]
RER4-UF12-ATC-100-015 10.0 1.5 25 75 10 4 .
RER4-UF12-ATC-100-020 10.0 2.0 25 75 10 4 [ ]
RER4-UF12-ATC-100-030 10.0 3.0 25 75 10 4 .
RER4-UF12-ATC-120-005 12.0 0.5 30 75 12 4 .
RER4-UF12-ATC-120-010 12.0 1.0 30 75 12 4 .
RER4-UF12-ATC-120-015 12.0 1.5 30 75 12 4 .
RER4-UF12-ATC-120-020 12.0 2.0 30 75 12 4 .
RER4-UF12-ATC-120-025 12.0 2.5 30 75 12 4 .
RER4-UF12-ATC-120-030 12.0 3.0 30 75 12 4 .
RER4-UF12-ATC-160-005 16.0 0.5 40 100 16 4 .
RER4-UF12-ATC-160-010 16.0 1.0 40 100 16 4 .
RER4-UF12-ATC-160-015 16.0 1.5 40 100 16 4 [ ]
RER4-UF12-ATC-160-020 16.0 2.0 40 100 16 4 .
RER4-UF12-ATC-160-025 16.0 2.5 40 100 16 4 [ ]
RER4-UF12-ATC-160-030 16.0 3.0 40 100 16 4 .
RER4-UF12-ATC-160-040 16.0 4.0 40 100 16 4 [ ]
RER4-UF12-ATC-160-050 16.0 5.0 40 100 16 4 [ ]
RER4-UF12-ATC-200-010 20.0 1.0 50 100 20 4 [ ]
RER4-UF12-ATC-200-015 20.0 1.5 50 100 20 4 .
RER4-UF12-ATC-200-020 20.0 2.0 50 100 20 4 .
RER4-UF12-ATC-200-025 20.0 2.5 50 100 20 4 .
RER4-UF12-ATC-200-030 20.0 3.0 50 100 20 4 .
RER4-UF12-ATC-200-040 20.0 4.0 50 100 20 4 .
RER4-UF12-ATC-200-050 20.0 5.0 50 100 20 4 [ ]
Recommended work material  #EIIIITHE B preferred suitable @M Suitable &M
UNCOATED Jﬁ@% Siéfélsfﬂ
%ﬁez%e E?}s Titanium Alloy

TSR

shéE
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Cutting tools manufactue:

RER4

EEETIR A 7] > NEREEAEET]
Coner radius endmill - Standard Cut Length, 4 flutes, Irregular helix flutes

| e 1
R s e .
T - ™
L - |

* ATEBEEBERISE SR IET R RIS A - (e 3 L2
B AL -

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

Rt Size(mm) %
Coating &
EE TSR PIREES R J] & & & & | No.of
Item No. Diameter |Corner Radius|Length of Cut |Overall Length |shank Da | flutes
D1 R ap L1 D4 T UNCOATED
RER4A-UF12-NCB-030-002 3.0 0.2 7.5 50 4 4 B
RER4A-UF12-NCB-030-005| 3.0 0.5 7.5 50 4 4 [ |
RER4A-UF12-NCB-040-002 4.0 0.2 10 50 4 4 .
RER4A-UF12-NCB-040-005| 4.0 0.5 10 50 4 4 B
RER4A-UF12-NCB-030-002 3.0 0.2 7.5 50 6 4 B
RER4A-UF12-NCB-030-005| 3.0 0.5 7.5 50 6 4 B
RER4A-UF12-NCB-040-002| 4.0 0.2 10 50 6 4 .
RER4A-UF12-NCB-040-005 4.0 0.5 10 50 6 4 B
RER4A-UF12-NCB-050-002| 5.0 0.2 13 50 6 4 B
RER4A-UF12-NCB-050-005 5.0 0.5 13 50 6 4 B
RER4A-UF12-NCB-050-010] 5.0 1.0 13 50 6 4 B
RER4A-UF12-NCB-060-002| 6.0 0.2 16 50 6 4 B
RER4A-UF12-NCB-060-005| 6.0 0.5 16 50 6 4 B
RER4A-UF12-NCB-060-010| 6.0 10 16 50 6 4 [ |
Recommended work material ~ #ESIII T4 5} B preferred suitable SEMH Suitable &M

Hardened Steels

UNCOATED

Stainless Steels Stainless Steels
SUS 3xx SUS 2xx SUS 4xx SUS 6xx
LES: 28] A BIRAER A
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;-EJE'_E Corner Radius ‘ﬂ®

Cutting tools manufactur:

RST Size(mm) JI#
R & | FE | JE = & | WE |Noof | Ceatine#K
Item No. Diameter |Comer Radius |[Length of Cut|Overall Length | shank Da | flutes

D1 R ap L1 D4 T UNCOATED
RER4A-UF12-NCB-080-002 8.0 0.2 20 60 8 4 B
RER4A-UF12-NCB-080-005 8.0 0.5 20 60 8 4 B
RER4A-UF12-NCB-080-010 8.0 1.0 20 60 8 4 .
RER4A-UF12-NCB-080-015 8.0 1.5 20 60 8 4 ]
RER4A-UF12-NCB-100-005 10.0 0.5 25 75 10 4 B
RER4A-UF12-NCB-100-010 10.0 1.0 25 75 10 4 ]
RER4A-UF12-NCB-100-015 10.0 1.5 25 75 10 4 B
RER4A-UF12-NCB-100-020 10.0 2.0 25 75 10 4 B
RER4A-UF12-NCB-100-030 10.0 3.0 25 75 10 4 .
RER4A-UF12-NCB-120-005 12.0 0.5 30 75 12 4 B
RER4A-UF12-NCB-120-010 12.0 1.0 30 75 12 4 .
RER4A-UF12-NCB-120-015 12.0 L5 30 75 12 4 B
RER4A-UF12-NCB-120-020 12.0 2.0 30 75 12 4 .
RER4A-UF12-NCB-120-025 12.0 2.5 30 75 12 4 .
RER4A-UF12-NCB-120-030 12.0 3.0 30 75 12 4 .
RER4A-UF12-NCB-160-005 16.0 0.5 40 100 16 4 ]
RER4A-UF12-NCB-160-010 16.0 1.0 40 100 16 4 .
RER4A-UF12-NCB-160-015 16.0 1.5 40 100 16 4 B
RER4A-UF12-NCB-160-020 16.0 2.0 40 100 16 4 .
RER4A-UF12-NCB-160-025 16.0 2.5 40 100 16 4 B
RER4A-UF12-NCB-160-030 16.0 3.0 40 100 16 4 .
RER4A-UF12-NCB-160-040 16.0 4.0 40 100 16 4 .
RER4A-UF12-NCB-160-050 16.0 5.0 40 100 16 4 .
RER4A-UF12-NCB-200-010 20.0 1.0 50 100 20 4 ||
RER4A-UF12-NCB-200-015 20.0 1.5 50 100 20 4 [ |
RER4A-UF12-NCB-200-020 20.0 2.0 50 100 20 4 ]
RER4A-UF12-NCB-200-025 20.0 2.5 50 100 20 4 .
RER4A-UF12-NCB-200-030 20.0 3.0 50 100 20 4 B
RER4A- UF12-NCB-200-040 20.0 4.0 50 100 20 4 B
RER4A- UF12-NCB-200-050 20.0 5.0 50 100 20 4 .

Recommended work material ~ #ESIINTA4 5} B preferred suitable SEMA Suitable &M
Hardened Steels
UNCOATED ADAETIC
SUS 30, SUS 2 SUS 0 SUS s
SRR EELY e T
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;%;D Corner Radius

RERA4

REETR 4 7] » FHANEEAEST]
Coner radius endmill-Standard Cut Length, 4 flutes, Irregular helix flutes

* R IREHE RIS T EE VI HIRIM R A BRIV ZE IR DD HIES » TR DRs BB
HITRE HYPERE

* SMART MIRACLE vibration control end mills for reduced chattering and for delivering a stable
performance on difficult-to-cut materials and long overhang applications.

weoruacman| 0 | o0 | 5 | o |+ [4] W |
auscoom| 0 | 0 | 0 | o |+ 4] B |
aeruacman | 0 | o | 15 | o |6 [4] B |
avuscwom | 0 | o | 0 | o |6 [4] B |
eruscrom | 0 | o | 5 | o | o |4] B
aerscron | 0 | w | o | o | o [4] B
Cravrnscwoms | o | o5 | 6 | o |6 |4 ] B

Recommended work material ~ #EIIITHF B prcferred suitable BB Suitable M

Stainless Steels Stainless Steels Fe-Base Alloy
SUS 3xx SUS 2xx SUS 4xx SUS 6xx Fe 351 Fe353
LGS RS ] SEFEA 5 HERREE

UNCOATED
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;-EJE'_D Corner Radius ‘ﬂo»

Cutting tools manufactur:

RS Size(mm) DAL :
e T | FR | DE | 2B | WE |Noof| CCUmEER
Item No. Diameter | Comer Radius [Length of Cut|Overall Length [ shank Da | flutes
D1 R ap L1 D4 T CHCORTED
RER4-UF12-NC-080-002 8.0 0.2 20 60 8 4 [ |
RER4-UF12-NC-080-005 8.0 0.5 20 60 8 4 B
RER4-UF12-NC-080-010 8.0 1.0 20 60 8 4 [ |
RER4-UF12-NC-080-015 8.0 1.5 20 60 8 4 ||
RER4-UF12-NC-100-005 10.0 0.5 25 75 10 4 .
RER4-UF12-NC-100-010 10.0 1.0 25 75 10 4 B
RER4-UF12-NC-100-015 10.0 1.5 25 75 10 4 .
RER4-UF12-NC-100-020 10.0 2.0 25 75 10 4 B
RER4-UF12-NC-100-030 10.0 3.0 25 75 10 4 .
RER4-UF12-NC-120-005 12.0 0.5 30 75 12 4 B
RER4-UF12-NC-120-010 12.0 1.0 30 75 12 4 .
RER4-UF12-NC-120-015 12.0 1.5 30 75 12 4 B
RER4-UF12-NC-120-020 12.0 2.0 30 75 12 4 .
RER4-UF12-NC-120-025 12.0 2.5 30 75 12 4 .
RER4-UF12-NC-120-030 12.0 3.0 30 75 12 4 .
RER4-UF12-NC-160-005 16.0 0.5 40 100 16 4 ||
RER4-UF12-NC-160-010 16.0 1.0 40 100 16 4 .
RER4-UF12-NC-160-015 16.0 1.5 40 100 16 4 B
RER4-UF12-NC-160-020 16.0 2.0 40 100 16 4 .
RER4-UF12-NC-160-025 16.0 2.5 40 100 16 4 B
RER4-UF12-NC-160-030 16.0 3.0 40 100 16 4 [ |
RER4-UF12-NC-160-040 16.0 4.0 40 100 16 4 .
RER4-UF12-NC-160-050 16.0 5.0 40 100 16 4 [ |
RER4-UF12-NC-200-010 20.0 1.0 50 100 20 4 .
RER4-UF12-NC-200-015 20.0 1.5 50 100 20 4 .
RER4-UF12-NC-200-020 20.0 2.0 50 100 20 4 B
RER4-UF12-NC-200-025 20.0 2.5 50 100 20 4 .
RER4-UF12-NC-200-030 20.0 3.0 50 100 20 4 B
RER4-UF12-NC-200-040 20.0 4.0 50 100 20 4 .
RER4-UF12-NC-200-050 20.0 5.0 50 100 20 4 ||
Recommended work material  #ESIIO T2 K B preferred suitable S8 Suitable &AM

Wimationn Al Stainless Steels Stainless Steels Fe-Base Alloy
UNCOATED N SUS 3xx SUS 2xx SUS 4xx SUS 6xx Fe 351 Fe353
; . 59 B ] M SIS ARG S
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1ﬂ® [E|£ J) Corner Radius

ols manufactue

MX900 Series - Ultra Fine Grain Carbide Torus Endmills -2 Flutes ~ Standard Cut Lengh
MABALERE « BRI — 2 REDR

Size: D1.0~D4.0 arb v-Speed [l Rake Angle
utatne| | YR 30° 65 HSM | |Positive
.

MFCR2 (A)

= iy S 1
e — Pl oL i
= .
Dimension(mm) | sy | rR@ | VR | 2E | A& | OH
Desig nation d, R I, L L z
MFCR2A010-002 1.0 0.2 3 50 4 2
MFCR2A015-002 1.5 0.2 4 50 4 2
MFCR2A020-002 20 0.2 5 50 4 2
MFCR2A020-003 20 03 5 50 4 2
MFCR2A020-005 2.0 0.5 5 50 4 2
MFCR2A030-002 30 0.2 75 50 4 2
MFCR2A030-003 3.0 0.3 75 50 4 2
MFCR2A030-005 3.0 0.5 75 50 4 2
MFCR2A030-010 30 1.0 75 50 4 2
MFCR2A040-002 4.0 0.2 10 50 4 2
MFCR2A040-003 4.0 03 10 50 4 2
MFCR2A040-005 4.0 05 10 50 4 2
MFCR2A040-010 4.0 1.0 10 50 4 2
= ; ]
MFCR4 (A) ssasg———— | 1 =0
1 e R | 1 J
Dimension(mm) Pafic R Pal 25 WE | O Coating §&E:
Desig nation d, R Iy L L z
MFCR4A030-002 30 02 75 50 4 4
MFCR4A030-003 30 03 75 50 4 4
MFCR4A030-005 30 05 75 50 4 4
MFCR4A030-010 30 10 75 50 4 4
MFCR4A040-002 40 02 10 50 4 4
MFCR4A040-003 40 03 10 50 4 4
MFCR4A040-005 40 05 10 50 4 4
MFCR4A040-010 40 10 10 50 4 4
MFCR4-060-005 60 05 16 50 6 4
MFCRA4-060-010 6.0 10 16 50 6 4
dy | %
SFCR4 N — e
Dimension(mm) | sy | R | VR | 2R B | D
Desig nation d, R Iy L L z
SFCR4-080-005 80 05 8 100 8 4
SFCR4-080-010 80 10 8 100 8 4
SFCR4-100-005 100 05 10 100 10 4
SFCR4-100-010 100 10 10 100 10 4
SFCR4-120-005 120 05 12 100 12 4
SFCR4-120-010 120 10 12 100 12 4
Recommended work material ~ #EaINI T K [ Preferred suitable RiEMA Suitable &P
Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 65 Stainless Cast Iron
Tixdm/ &5 /a8 HRIR PN =51

P.64 FEATURE : New ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up HRC 65 - DRY CUT )




[E|£ ] Corner Radius Aﬂ‘a

Cutting tools manufactur:

MX900 Series - Ultra Fine Grain Carbide Torus Endmills / HSM - 6 Flutes Standard Cut Length

BABAIAIESIE ~ BSRT) / SREIE — 6 I REDR
Size: D6.0 ~ D12.0

Carbide V-Speed
Grain ULTRA
M E c R6 Ultra-Fine | | TIALN+ 45° i HSM
| ' 1 | |
=y 1 Ff=
- AP : :

Dimension(mm) Az RE E 2E I B
Designation d, R Iy L D YA
MECR6060-002 6.0 0.2 16 50 6 6
MECR6060-005 6.0 0.5 16 50 6 6
MECR6060-010 6.0 1.0 16 50 6 6
MECR6080-002 8.0 0.2 20 60 8 6
MECR6080-005 8.0 0.5 20 60 8 6
MECR6080-010 8.0 1.0 20 60 8 6
MECR6100-002 10.0 0.2 25 75 10 6
MECR6100-005 10.0 0.5 25 75 10 6
MECR6100-010 10.0 1.0 25 75 10 6
MECR6120-005 12.0 0.5 30 75 12 6
MECR6120-010 12.0 1.0 30 75 12 6

MX900 Series - Ultra Fine Grain Carbide Torus Endmills Reduced Neck / HSM - 6 Flutes. Short Cut Length
BIBGRIESH ~ B2 ~ {58 / SXUIE — 6 I~ 5830

Size: D6.0 ~ D12.0 =
MSR6 oo | A | [ 2° 1 m HHSM
| |

Dimension(mm) | 5y RE | BRE JE | =2E mE | Im

Designation dy R [ 4 L D Z
MSR6060-005-18 6.0 0.5 18 7 50 6 6 | B |
MSR6060-010-18 6.0 1.0 18 7 50 6 6
MSR6080-005-24 8.0 0.5 24 9 60 8 6 | ®m |
MSR6080-010-24 8.0 1.0 24 9 60 8 6
MSR6100-005-30 10.0 05 30 1 75 10 6 | = |
MSR6100-010-30 10.0 1.0 30 1 75 10 6
MSR6120-005-32 12.0 0.5 32 13 75 12 6 | m |
MSR6120-010-32 12.0 1.0 32 13 75 12 6

Recommended work material  #ESINTH1% I Ppreferred suitable @& Suitable &AM

HRC 49 ~ 65 Stainless Cast Iron
hixsH/ S5 Sx/EEH RIS BN 51

FEATURE : New ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( Up HRC 65 - DRY CUT )
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Cutting tools manufactue

[E|£ J) Corner Radius

- Ultra Fine Grain Carbide Torus Endmills - Reduced Neck / HSM For Copper & Aluminum
RHBHIESHE « BS) - #5583 / S tDHE| - f0s0TR —2 30~ &3]

Size: D3.0 ~ D20.0

Grain

Ultra-Fine TDC 45° N/HSM | | Positive
1) * 'I r.
I aa— L ]
Dimension(mm) | 3)4& RA BYRNE JIE 2E T g Coating §Ef&
Designation d4 R [ Iy L D Z UNCOATED = TDC(C)
4.0 0.5 16 5 50 6 2 [ | O
4.0 1.0 16 5 50 6 2 [ | O
6.0 0.5 20 7 50 6 2 ] O
6.0 1.0 20 7 50 6 2 [ | O
8.0 0.5 26 9 60 8 2 [ | O
8.0 1.0 26 9 60 8 2 ] O
10.0 0.5 30 11 75 10 2 ] O
10.0 1.0 30 11 75 10 2 ] O
12.0 0.5 36 13 100 12 2 ] O
12.0 1.0 36 13 100 12 2 [ | O
16.0 1.0 40 17 100 16 2 O O
16.0 2.0 40 17 100 16 2 O O
3.0 0.2 - 9 50 6 2 O O
3.0 0.5 - 9 50 6 2 [ | O
3.0 1.0 - 9 50 6 2 [ | O
4.0 0.2 - 12 50 6 2 O O
4.0 0.5 - 12 50 6 2 [ | O
4.0 1.0 - 12 50 6 2 [ | O
6.0 0.5 - 18 50 6 2 | O
6.0 1.0 - 18 50 6 2 [ | O
6.0 15 - 18 50 6 2 O O
6.0 2.0 - 18 50 6 2 O O
8.0 0.5 - 24 60 8 2 [ | O
8.0 1.0 - 24 60 8 2 | O
8.0 15 - 24 60 8 2 O O
8.0 2.0 - 24 60 8 2 O O
10.0 0.5 - 30 75 10 2 [ | O
10.0 1.0 - 30 75 10 2 | O
10.0 15 — 30 75 10 2 O O
10.0 2.0 - 30 75 10 2 O O
10.0 3.0 - 30 75 10 2 O O
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[E|£ ] Corner Radius A‘E

Cutting tools manufactue.

- Ultra Fine Grain Carbide Torus Endmills - Reduced Neck / HSM For Copper & Aluminum
IABRIENH ~ B2 T) ~ #8587 / SFRYE - $9E800TA — 230~ 8J0
Size: D3.0 ~ D20.0

UllGr;a-;fnine TDC 45° N/HSM | |Positive

Dimension(mm) | 3J4& RA BHRNE JIE 2B T L Coating $Ef&
Designation d1 R Iz |1 L D Z UNCOATED TDC( C )
12.0 0.5 - 32 75 12 2 [ | O
12.0 1.0 - 32 75 12 2 [ | O
12.0 15 - 32 75 12 2 O O
12.0 2.0 - 32 75 12 2 O O
12.0 3.0 - 32 75 12 2 O O
16.0 1.0 - 45 100 16 2 | O
16.0 2.0 - 45 100 16 2 O O
16.0 3.0 - 45 100 16 2 O O
20.0 1.0 - 50 100 20 2 O O
20.0 2.0 - 50 100 20 2 O O
20.0 3.0 - 50 100 20 2 O O
Recommended work material ¥EETIII T4 %l Preferred suitable £3&F Suitable &FH
TDC(C) copper QB"%”%
Copper Al-alloy Synthetics
UNCOATED po P4 SRR

FEATURE : Optimized flute design to improved the ability of chip discharge and provide an excellent machined surface o
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Cutting tools manufactue

[E|£ J) Corner Radius

- Ultra Fine Grain Carbide Torus Endmills Reduced Neck/HSM For Copper & Aluminum
TAAHALESH ~ BS8J) ~ #1858 / SE DA - BN ITA — 3 3~ &8J)

Size: D4.0~12.0

Grain
Ultra-Fine

TDC

45° N/HSM | |Positive

Dimension(mm) R R &
Designation d4 R
4.0 0.5

4.0 1.0

6.0 0.5

6.0 1.0

8.0 0.5

8.0 1.0

10.0 0.5

10.0 1.0

12.0 0.5

12.0 1.0

BRE DR A =R A WHE

[P l4 L D
12 6 50 4
12 6 50 4
15 9 50 6
15 9 50 6
20 12 60 8
20 12 60 8
25 15 75 10
25 15 75 10
30 18 75 12
30 18 75 12

JIE

z
3
3
3
3
3
3
3
3
3
3

Coating §Ef&
UNCOATED | TDC(C)
] O
[ | O
[ | O
[ | O
[ | O
[ | O
[ ] O
u |
[ ] O
u O

- Ultra Fine Grain Carbide Torus Endmills HSM For Copper & Aluminum
ARSI ~ B2 ~ SREIE - I9I80LR — 3 ) EEDER

Size: D4.0~12.0

Grain

Ultra-Fine TDC 45° N/HSM [ |Positive
1
= iy | — e e s I
e, Tl T —— i =1 I-=
M 1
Dimension(mm) g R& DE S R DAL Coating §Ef&
Designation d, R 14 L D V4 UNCOATED | TDC(C)
4.0 0.5 11 50 4 3 | O
4.0 1.0 11 50 4 3 u O
6.0 0.5 13 50 6 3 | O
6.0 1.0 13 50 6 3 u O
8.0 0.5 20 60 8 3 | O
8.0 1.0 20 60 8 3 | O
10.0 0.5 25 75 10 3 u O
10.0 1.0 25 75 10 3 u O
12.0 0.5 30 75 12 3 u O
12.0 1.0 30 75 12 3 u O
Customized orders for other length of neck and corner radius is also available
Recommended work material #ETINI T2 4 Preferred suitable &3&ER Suitable &FH

TDC (C) C%per QB"%”%
UNCOATED o %"f_ﬂg
; PO

Synthetics
=)0%aps

FEATURE : Optimized flute design to improved the ability of chip discharge and provide an excellent machined surface o
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#}E T] Taper Square A‘@

Cutting tools manufactur:

Ultra Fine Grain Carbide Taper Endmills —2 Flutes - Standard Cut Length
TGRS ~ RIEIRSED — 27 / BEIR
Size: D1.0 ~ D2.0

Carbide V-Speed Ml RakeAngle

Grai o st
H I Ez UlraFine | | Fiacks 30 60 N/HSM | [Positive
_'IF =

—— 1 Ayl _ R . i1
E . |

Dimension(mm) | @& | RNEA | IDE E3 Lfid D
Designation di A Iy L D Z
HTE2-010-4-1 30" 4 2
HTE2-010-4-2 1° 4 2
HTE2-010-4-3 1°30" 4 2
HTE2-010-4-4 2° 4 2
HTE2-010-4-5 2°30" 4 2
HTE2-010-4-6 1.0 3° 4 50 4 2
HTE2-010-4-10 5° 4 2
HTE2-010-4-14 7° 4 2
HTE2-010-4-20 10° 4 2
HTE2-010-4-24 12° 4 2
HTE2-010-4-30 15° 6 2
HTE2-015-5-1 30" 4 2
HTE2-015-5-2 1° 4 2
HTE2-015-5-3 1°30" 4 2
HTE2-015-5-4 2° 4 2
HTE2-015-5-5 2°30" 4 2
HTE2-015-5-6 15 3° 5 50 4 2
HTE2-015-5-10 5° 4 2
HTE2-015-5-14 7° 4 2
HTE2-015-5-20 10° 4 2
HTE2-015-5-24 12° 4 2
HTE2-015-5-30 15° 6 2
HTE2-020-6-1 30" 4 2
HTE2-020-6-2 1° 4 2
HTE2-020-6-3 1°30" 4 2
HTE2-020-6-4 2° 4 2
HTE2-020-6-5 2 °30" 4 2
HTE2-020-6-6 2.0 3° 6 50 4 2
HTE2-020-6-10 5° 4 2
HTE2-020-6-14 7° 4 2
HTE2-020-6-20 10° 6 2
HTE2-020-6-24 12° 6 2
HTE2-020-6-30 15° 6 2
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‘ﬂ® #}E T] Taper Square

Cutting tools manufactue

Ultra Fine Grain Carbide Taper Endmills — 2 Flutes - Standard Cut Length

TABHIRIERE « MEImRD —2 30 / REIR

Size: D2.5 ~ D4.0 Carbide V-Speed [l RakeAngle
i B 30° 60 N/HSM | [Positive
. A

HTE2

Dimension(mm) | & | }EA | IE E3 E )& | Coating §EiE

Designation dq A 4 L D Z
HTE2-025-8-1 30" 4 2
HTE2-025-8-2 1° 4 2
HTE2-025-8-3 1°30" 4 2
HTE2-025-8-4 2° 4 2
HTE2-025-8-5 2 °30" 50 4 2
HTE2-025-8-6 2.5 3 8 4 2
HTE2-025-8-10 5° 4 2
HTE2-025-8-14 7° 6 2
HTE2-025-8-20 10° 6 2
HTE2-025-8-24 12° o 8 P
HTE2-025-8-30 15° 8 2
HTE2-030-10-1 30" 6 2
HTE2-030-10-2 1° 6 2
HTE2-030-10-3 1°30" 6 D)
HTE2-030-10-4 30 2° 10 5 6 2
HTE2-030-10-5 2°30" 6 2
HTE2-030-10-6 3" 6 2
HTE2-030-10-10 5° 6 P
HTE2-030-10-14 7° 6 2
HTE2-040-15-1 30" 6 2
HTE2-040-15-2 1° 6 2
HTE2-040-15-3 1° 30" 5 6 2
HTE2-040-15-4 40 2° 15 6 2
HTE2-040-15-5 2°30" 6 2
HTE2-040-15-6 3" 6 2
HTE2-040-15-10 5° o 8 P
HTE2-040-15-14 7" 8 2

Recommended work material #ETN L% M Preferred suitable 558 Suitable EF

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC56 ~ 60 Stainless Cast Iron

TS/ S =5 S/ FaEH HRIZH HERIE I A5 [=i=
FEATURE : Widely used , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(Upto HRC 60 ) ©
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#1E ) Taper Square A‘@

Cutting tools manufactur:

Ultra Fine Grain Carbide Taper Endmills —4 Flutes + Standard Cut Length
IRABGIRIESH ~ REIEED — 4 ) / REIR

Size: D3.0 ~ D6.0 -
Carbide V-Speed [l Rake Angle
H T E 4 e of | YR 30° 60 N/HSM | [Positive

&y

. S s S S—

Dimension(mm) | yi® | fEMA | DR A 2R | WE | DM
Designation d, A Iy L D Z
HTE4-030-10-1 30" 6 4
HTE4-030-10-2 1° 6 4
HTE4-030-10-3 1°30" 6 4
HTE4-030-10-4 2 6 4
HTE4-030-10-5 30 5 10 %0 6 4
HTE4-030-10-6 3 6 4
HTE4-030-10-10 5° 6 4
HTE4-030-10-14 7 6 4
HTE4-040-15-1 30" 6 4
HTE4-040-15-2 1 6 4
HTE4-040-15-3 1°30" 6 4
HTE4-040-15-4 2° 50 6 4
HTE4-040-15-5 40w 15 6 4
HTE4-040-15-6 3 6 4
HTE4-040-15-10 5° 8 4
HTE4-040-15-14 7° 60 8 4
HTE4-050-20-1 30" 8 4
HTE4-050-20-2 1 8 7
HTE4-050-20-3 1°30" 8 4
HTE4-050-20-4 2 60 8 4
HTE4-050-20-5 S0 1 g 2 8 4
HTE4-050-20-6 3 8 7
HTE4-050-20-10 5° 10 4
HTE4-050-20-14 7° 75 10 n
HTE4-060-20-1 30" 8 4
HTE4-060-20-2 1 8 4
HTE4-060-20-3 130" . 8 4
HTE4-060-20-4 60 | 2 2 8 4
HTE4-060-20-5 230" 8 4
HTE4-060-20-6 3 10 4
HTE4-060-20-10 5° 75 10 4
HTE4-060-20-14 7 12 4
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Cutting tools manufactue

#1E T) Taper Square

Ultra Fine Grain Carbide Taper Endmills —4 Flutes - Standard Cut Length

TAEHIRLERED ~ MEImIED — 43 / REIR

Size: D8.0 ~ D10.0

HTE4

S

Carbide V-Speed [l Rake Angle
vermo| | SRR 30° 60 N/HSM | [Positive
=

—l

Dimension(mm) | & | RERA | IR 2R Ui I
Designation d4 A Iy L D z
HTE4-080-25-1 30" 4
HTE4-080-25-2 1° 4
HTE4-080-25-3 1°30" 10 4
HTE4-080-25-4 8.0 2° 25 75 4
HTE4-080-25-5 2 °30" 12 4
HTE4-080-25-6 3° 4
HTE4-080-25-10 5° 16 4
HTE4-100-35-1 30" 4
HTE4-100-35-2 1° 4
HTE4-100-35-3 1°30" 12 4
HTE4-100-35-4 100 | 2° 35 75 4
HTE4-100-35-5 2 °30" 4
HTE4-100-35-6 3° 4
HTE4-100-35-10 5° 16 4
Recommended work material #EITNI 4% M Preferred suitable 3@ Suitable &M
Steel < HRC32 HRC56 ~ 60 Stainless Cast Iron
Tixil/ S S/aEH IR EERIBH A 5

FEATURE : Widely used , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(Upto HRC 60 ) ©
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#1/Z J] Taper Square A@

Cutting tools manufactur:

Ultra Fine Grain Carbide Deep Rib Taper Endmills — Point 2 Flutes, Peripheral Edge 6 Flutes

THBHAIERE ~ ZZieRRiR) — Joim 2 SME 6 JDRBANHI0T

Size: DO.5 ~ D1.5
Carbide V-Speed
Crai

HTR2 utetne| | SARE | [0 | [rmsm

S | ! ]
r—.‘__‘. - i |1___| I 1

Dimension(mm) | )£ NEA 2R g PAE

-
A
-

Designation d, A
HTR2-005-4-1 30"
HTR2-005-6-1 30"
HTR2-005-4-2 :
HTR2-005-6-2
HTR2-005-4-3
HTR2-005-6-3
HTR2-005-4-4
HTR2-005-6-4
HTR2-005-4-6
HTR2-005-6-6
HTR2-005-4-10
HTR2-005-6-10
HTR2-006-4-1 30"
HTR2-006-6-1 30"
HTR2-006-4-2 °
HTR2-006-6-2
HTR2-006-4-3
HTR2-006-6-3
HTR2-006-4-4
HTR2-006-6-4
HTR2-006-4-6
HTR2-006-6-6
HTR2-006-4-10
HTR2-006-6-10
HTR2-007-6-1 30"
HTR2-007-8-1 30"
HTR2-007-6-2 °
HTR2-007-8-2
HTR2-007-6-3
HTR2-007-8-3
HTR2-007-6-4
HTR2-007-8-4
HTR2-007-6-6
HTR2-007-8-6
HTR2-007-6-10
HTR2-007-8-10

° 30"

‘30"

0.5 50

GO W WNN= 2

30"
° 30"

0.6 50

OO W W NN= 2

° 30"

° 30"

0.7 50

W O WO WO o”O” oo~ PMOOPMODMOODMOPAOOPAOOPN~AODN
A DA DD AEDDDAEDDDMNDAAEAEDDEDAEDDAEDADDADEDNDAEDMDMAEDMDDAEDMDNMAENDD
N NDOMNNNMNNNOMNNONMNOMNOMNONNONMNNOMNMNNNODMNNMNNOMNMNMNODNMNNNOMNNDNMNDNMNDDNDNDDND N

GO W WNN-=2 2
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‘ﬂ® #1E T) Taper Square

Cutting tools manufactue

Dimension(mm) T® NNER NE 25 W X Coating §Ef&
Designation d, A h L D z
HTR2-008-4-1 30" 4 4 2
HTR2-008-6-1 30" 6 4 2
HTR2-008-8-1 30" 8 4 2
HTR2-008-10-1 30" 10 4 2
HTR2-008-4-2 1° 4 4 2
HTR2-008-6-2 1° 6 4 2
HTR2-008-8-2 1° 8 4 2
HTR2-008-10-2 1° 10 4 2
HTR2-008-4-3 1°30" 4 4 2
HTR2-008-6-3 0.8 1°30" 6 50 4 2
HTR2-008-8-3 1°30" 8 4 2
HTR2-008-10-3 1°30" 10 4 2
HTR2-008-4-4 2° 4 4 2
HTR2-008-6-4 2° 6 4 2
HTR2-008-8-4 2° 8 4 2
HTR2-008-10-4 2° 10 4 2
HTR2-008-6-6 3° 6 4 2
HTR2-008-10-6 3° 10 4 2
HTR2-008-6-10 5° 6 4 2
HTR2-008-10-10 5° 10 4 2
HTR2-009-6-1 30" 6 4 2
HTR2-009-8-1 30" 8 4 2
HTR2-009-6-2 1° 6 4 2
HTR2-009-8-2 1° 8 4 2
HTR2-009-6-3 1°30" 6 4 2
HTR2-009-10-3 0.9 1°30" 10 50 4 2
HTR2-009-6-4 2° 6 4 2
HTR2-009-10-4 2° 10 4 2
HTR2-009-6-6 3° 6 4 2
HTR2-009-10-6 &° 10 4 2
HTR2-009-6-10 5° 6 4 2
HTR2-009-10-10 5° 10 4 2
HTR2-010-6-1 30" 6 4 2
HTR2-010-8-1 30" 8 4 2
HTR2-010-12-1 10 30" 12 50 4 2
HTR2-010-6-2 1° 6 4 2
HTR2-010-8-2 1° 8 4 2
HTR2-010-12-2 1° 12 4 2
HTR2-012-8-1 30" 8 4 2
HTR2-012-12-1 12 30" 12 50 4 2
HTR2-012-8-2 ’ 1° 8 4 2
HTR2-012-12-2 1° 12 4 2
HTR2-015-8-1 30" 8 4 2
HTR2-015-12-1 30" 12 4 2
HTR2-015-16-1 15 30" 16 50 4 2
HTR2-015-8-2 : 1° 8 4 2
HTR2-015-12-2 1° 12 4 2
HTR2-015-16-2 1° 16 4 2
Recommended work material  HEETINITAE W preferred suitable BERA S uitable &M

&/FEtEs HRIE
FEATURE : For deep rib processing , new UTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to
hardened steels ( Up to HRC 60)

EAERIE
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EEL$E Center Drill Aﬂ(@

Cutting tools manufactur:

Ultra Fine Grain Carbide Endmills — 2Flutes ~ Standard Cut Length

A AL « ERE 2DREIR

Carbide V-Speed W RakeAngle
Size:D3.0~D16.0 v | | YaTRA 15° 55 N/HSM | | Positive

SD/SDL (90°)

S =
A

[P— S

Dimension(mm) | 5y DE | 28 | mE | AE | AE | Dy | Coatng R
Desig nation d, d, I L D A, Az z
SD-030-090 3.0 0.6 8 50 3 90 140 2
SD-040-090 4.0 0.8 10 50 4 90 140 2
SD-060-090 6.0 1.2 12 50 6 90 140 2
SD-080-090 8.0 1.6 16 60 8 90 140 2
SD-100-090 10.0 2.0 20 75 10 90 140 2
SD-120-090 12.0 2.4 20 75 12 90 140 2
SDL-060-090 6.0 1.2 12 100 6 90 140 2 [ |
SDL-080-090 8.0 1.6 16 100 8 90 140 2
SDL-100-090 10.0 2.0 20 100 10 90 140 2
SDL-120-090 12.0 2.4 20 100 12 90 140 2
SDL-160-090 16.0 3.2 20 100 16 90 140 2 | |
Recommended work material  #tEam0T4ts M Preferred suitable & [ suitable 3@
Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
T/ S <5 i S /IEEH FhERIR T HERIE N f=4 ]

FEATURE : Widely used , new ULTRA ( D ) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(Upto HRC 55 )
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Cutting tools manufactue

Uitra Fine Grain Carbide Endmills - Roughing — 2Flutes - Long Cut Length

TBABHIRIERER ~ FB8%0— 230 ~ D0RYD
Carbide V-Speed W RakeAngle
U E L Rz e 45° 48° | | NiHSM | [Positive
r— 1

5

Dimension(mm) Palid PalS 28 i Fal Coating §&1&:
Desig nation d I L D z
UELR2-040 4 20 60 6 2
UELR2-060 6 30 75 6 2
UELR2-080 8 40 100 8 2
UELR2-100 10 50 100 10 2
UELR2-120 12 50 100 12 2
Recommended work material  #ETINITH4E B preferred suitable B5EFA __ Suitable @M

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
hix#/ &5 S&/7aEH FhERIR R HERIP N [

FEATURE : Widely used , new ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
U to HRC 48

Uitra Fine Grain Carbide Endmills - Roughing — 3Flutes - Standard Cut Length
TBABGALESH ~ FREED— 330 ~ DR

Carbide V-Speed Ml Rake Angle
U E R3 ooz || msin 30° 48° N/HSM | | Positive

TSN .

I |
|
S  —

Dimension(mm) TS I E3 i K Coating §5H&
Desig nation d I L D z
UER3-060 6 16 50 6 3 O
UERS3-070 7 18 60 8 3 O
UER3-080 8 20 60 8 3 O
UER3-090 9 22 75 10 3 O
UER3-100 10 25 75 10 3 O
UER3-110 1 28 75 12 3 O
UER3-120 12 30 75 12 3 O
Recommended work material  #EIIIITHE B preferred suitable BEA " suitable i

Steel < HRC32 HRC32 ~ 48 HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
hix$l/ & 5 S/ EAERIRH HERIE EN ] iz

FEATURE : Widely used , new ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
(Upto HRC 48)
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Cutting tools manufactue

Uitra Fine Grain Carbide Endmills - Roughing — 4Flutes - Standard Cut Length
IABHIRIESHE ~ EED— 4 30 ~ IREDR

Carbide V-Speed W RakeAngle
U E R4 verem o | s 30° 4> | [ Nmsm | [Positive
. [
SN

1

ki)

Dimension(mm) T Pl 2K i AL} Coating §&f8
Desig nation ds L L D z
UER4-080 8 20 60 8 4 O
UER4-090 9 22 75 10 4 O
UER4-100 10 25 75 10 4 O
UER4-110 1 28 75 12 4 O
UER4-120 12 30 75 12 4 O
UER4-130 13 32 80 14 4 O
UER4-140 14 35 80 14 4 O
UER4-150 15 38 100 16 4 O
UER4-160 16 40 100 16 4 O
UER4-200 20 45 100 20 4 O
Recommended work material  #tETSINI T FH B preferred suitable BiEFA Suitable &M

HRC49 ~ 55 HRC 56 ~ 60 Stainless Cast Iron
hixsh/ S5 Sx/I8H ENRIE HERIE A [
FEATURE : Widely used , new ULTRA ( D) TIALN+ coating useful for HSM ( DRY CUT ), covering from carbon steels to hardened steels
U to HRC 48
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Cutting tools manufactue

Uitra Fine Grain Carbide Endmills - Roughing — 5Flutes - Standard Cut Length
IBABHINIESHE ~ ¥EED)— 5 30 ~ IREDR

Carbide V-Speed W RakeAngle
U E R5 goran | msin 15° 55° | | N/HSM | |Negative
= I “‘-'Tﬁ:nu:an )
[ 1
T — T i

| = =

Dimension(mm) A NE 25 R ey Coating $&f&
Desig nation ds h L D z
UER5-100 10 25 75 10 5
UER5-120 12 30 7% 12 5
UER5-140 14 35 80 14 5
UER5-160 16 40 100 16 5
UER5-200 20 45 100 20 5
Recommended work material  #EEEBINI T4 B preferred suitable ®#FA " Suitable &R

Steel < HRC32 HRC32 ~ 48 HRC 49 ~ 55 Stainless Cast Iron Super Alloy
TixsH/ S 5 Sx/FEEH HRI2H BN ] =SREE

FEATURE : The special geometry of the ball cutting edge with new ULTRA ( D ) TIALN+ coating useful for HSM and hard milling ( DRY CUT
in mould and die operation ( Up to HRC 55 » excellent for contor linen ( constant Z ) roughing / semi-finishing and profile finishing

P.78




P al

Cutting tools manufactur:

Performance

SFR H Company S Company

(mm)
0.09 -
Localized Flank
I Flank

N -
o
=

003 """ttt -

SFR H Company S Company Testing Mold

Milling Condition

Tool : R2 mm
Speed 1 27,000 rpm
Feed : 3,000 mm/min

Work Material : SKD11 (60HRC)
Milling Length : 250m
Cutting Fluid : Air Blow

PATENT PASSES

Work Materials

@ Hardened Steels (45~68HRC)

@ Pre-hardened Steels { G)
@ Mold Steels A
@ High Speed Steels
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TRZEESC R / BN

Guide lines to icons / Introducing

58842 R] carbide
Carbide A0 S5 BB - TR 1680HY. 23512% S EMENEERAE - BRR—RLLRSEDE ;
SGran | — HMG" ETERERNIEY - R0 - 58 - B8 hoSRigss -

Ultra fine-grain carbide. Hardness 1680HV. Co-content 12% provides high hardness coupled with high
transverse repture strength, recommend for low / HSM in steels, hardened steels, cast iron, stainless
steels, titanium alloys and non ferrous metals.

Carbide BB RIS HE R - FBE1950HV. 2§59% - B ERBENIERBSOBE - BIENIIEE
- MG9

REFNWEL - BRRSRDAIRREMEY - 56% - SR RNEEE -

Ultra fine-grain carbide. Hardness 1950HV. Co-content 9% provides very high toughness with optimised
hardness at the same time, very sharp cutting edges and high wear resistance, recommend for HSM in
hardened steels, unalloyed steels aluminum alloys, fibre-reinforced materials and plastic.

Grain
Ultra-Fine

EiE Coating

Coating HABETIALNEE - SEERE - BUNHER > SRUABSBH RS ETRENNR - BRREZ A
(REKXDEFHE)EE (HV 0.05)3600 » R AMIER50°C
TIALN® Single-layer coatings based on TIALN for HSM and hard milling (DRY CUT) Hardness (HV 0.05) 3600, Max work
temperature 850 C

Coating TDC EEREERENNEREEFTNEEILE - BRRSREINRBEE - RiBENNIRERDIESE -

TDC coatings suitable for HSM in copper & aluminum with benefit of smooth surface and long tool life

TDC
1R }E S Helix angle
Helix Rt IREARIE °
30° Displays helix angle of flute for end mills

DL MKEE~E Machining material symbols
HRC RNERRINIHRCE0EMAME

Displays a good until sufficient suitability of the tool for this material

tDAIAARE Machining conditions
V-Speed ﬁﬁi@ﬁﬁﬁi—ﬁ’iwﬁugf@%%w%

NJHSM Displays a good until sufficient suitability of the tool for normal and high speed machining

V-Speed KTBRRERA

HSM Displays a good until sufficient suitability of the tool for high speed machining

tD Al Rake angle

Rake Angle iEU_TIEE'gﬁJ%\U% Rake Angle ?_ET.TTEETQJ%U%
Displays a positive rake angle Displays a negative rake angle

Positive

Best Choice For HSM and High Performance Cutting
NAKAWO tools are pre-engineered to incorporate the leading and appropriate carbide, cutting geometry and coatings to ensuring
optimum machining performance. Through the years we has developed a reputation for Hihg performance & High Quality with
reasonable price in die & mold Industry, toolmakers automotive, aerospace and other professionals in the metal-removing industry.
If you want to reduce your cost and improve your machining efficiency, NAKAWO are your best choice.
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Cutting tools manufactue

We provide a formed-tools service (like center drill ~ Twist / step drill ~ Burnishing drill ~ T-slot
cutter ~ chamfer cutter ~ etc) which guarantee best cutting performance.

We are able to regrind standard and some special cutting tools which guarantee best cutting
performance. Upon request, we can also organize coating of the tools after regrinding.

ANEBBCNCEDKBHERY MERBHEDNERE ' UKEBRLEHNBREHBHEDEERERS -

We provide an end-to-end service and a well-recognized OEM manufacturer in various markets

worldwide. Our OEM service is specialized in rapid, client-specific modification of tools from our
total products.

Our commitment to integrity, professionalism and credibility will enable us to pursue continuous

improvement and promise to satisfy your requirements with high-quality, reasonable price and
perfect services.

Weare proud of our reputation and strive with every job to maintain the highest standards. Give
us a call, e-mail or fax us a print for a prompt competitive quote.
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Cutting tools manufactue.

E2 — - I g8 THY . -
g | HRC | JIS | AB | BI | 8% |agsap| ssen| FINKL| B8® | @5 |NACHI|  AEEN1B
B — e
“ 1730 KTSM 2
,ﬁeﬁ 13 SC % |RDS1 |[HIT81 |Vvo45 710 KPM1 | 5, EEE
e KTSM iy > &R
- CDS11
g 58~62 | gepqq | DO SLD | K105 | Xxwa1 | 2767 DC11 | 4gq poar=
e * MCR | .
# | 58~63 DC53 SLD8 2379 KD21 Py BB
26~28 | gy | PDS3 | HITB2 2331 |esa | kemz | KTSM PREER
R(EH) GS5 KTSM BRiEa
- 2 it
28~32 PDS25 | HPM2 TRos | KPM25 | o
B | 28~32 - - - 2311 P20 - - . BRIEEH
B | g3 - - - 718 2730 - - - - PBBREEH
i BREB
38~40 | geaias | NAKSS | HPMI1 FX kap | fOEM iyt
W p—— BREB
1
38~45 | & NAK8O | HPMS50 FX KAP2 | 4of Py
7”1_"5
y\/
i SDK11 THY- SEESE
56 ~ 61 PD613 | HPM31 | K110 RODU KSP2
¥
2 @) R BEH
B
i
#
& SKT4
& | 48~55 | % GFA DM W500 | SCMDIE| 2713 6F2 KTV KTH3 BSEER
=}
]
# | a4~53 | KO8T | pHa DAC | waoz | B40TM | 2344E | o KDA KTD2 | HDSe1 | HEEUERT
= % 8407HS | FS
M | 4044 ;’Egg DH2F | FDAC | w300 | ORVAR EX FDAs | KISM- [ To=E
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NAK1
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it
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P S
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Cutting tools manufactue

3 List of recommended milling conditions (general purpose) ZE DAL ( —fR DAl )

Ap Ap
Slot & Pocket Shouldering ~
¥ =
Ap=0.3D Ap=D
Ae=D Ae=0.25~0.6D Ae
Ae
Material T4 Roughing #0T
Table Feed Vf=mm/min 3#§
Hardness Cutting Speed Slot & Pocket Shouldering
HB m/min B(OL)nLT Ri@mNI
e taEE 2Flute 3 Flute 3 Flute 4 Flute
Carbon steel -Low carbon 0.2% 150 150 500 760 660 880
Carbon steel-Medium carbon 0.45% 190 115 380 560 495 650
Alloy steel-Medium carbon 250 ~ 325 115 380 560 495 650
Alloy steel-High carbon 325~375 75 225 340 295 395
Alloy steel-High carbon 52HRC 30 56 75 70 88
Tool steel ~250 45 155 190 190 154
Maraging steel 24 ~45HRC 45 155 190 190 154
Tool steel 50HRC 30 56 75 70 95
Stainless steel - Martensitic 300 75 225 340 295 395
Stainless steel - Austenitic 225~ 250 45 155 190 190 154
Nickel base alloys 300 30 56 75 70 95
Titanium base alloys 235 45 155 190 190 154
Malleable cast iron 130 75 225 340 295 395
Nodular cast iron, cast iron high tensile 250 75 225 340 295 395
Grey cast iron, cast iron low tensile 180 75 225 340 295 395
Aluminium alloys >10% Si 100 155 500 790 665 875
Aluminium alloys <10% Si 100 310 1000 1500 1320 1750

In drilling feed rate should be 25 % of the shown values.
The cutting conditions are a starting point which may be adjusted by =25 % to optimize results.
The list of recommended milling conditions should be referred as a rough idea.
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Cutting tools manufactue.

Ap
Contouring ~ Profiling
0~
¥
Ap=1.5~2.0D Depthofcut Ap=0.3D  Ap=0.1D
Ae=0.1D Ae ) Pitch Ae=0.5D  Ae=0.2D
Material T4 Finishing ML
Table Feed Vf=mm/min g
Hardness Cutting Speed Contouring Profiling
HB m/min 2 iR B B3 HE
BE IR E 2 Flute 3 Flute 3 Flute 4 Flute
Carbon steel -Low carbon 0.2% 150 270 2800 3700 1850 3700
Carbon steel-Medium carbon 0.45% 190 220 1400 1850 935 1850
Alloy steel-Medium carbon 250 ~ 325 220 1400 1850 935 1850
Alloy steel-High carbon 325~375 130 740 985 500 985
Alloy steel-High carbon 50HRC 60 280 378 190 378
Tool steel ~250 80 450 600 205 415
Maraging steel 24 ~45HRC 80 450 600 205 415
Tool steel 50HRC 60 280 375 190 375
Stainless steel - Martensitic 300 115 665 985 500 985
Stainless steel - Austenitic 225~ 250 80 450 660 205 415
Nickel base alloys 300 60 280 378 190 375
Titanium base alloys 235 90 510 660 205 415
Malleable cast iron 130 130 750 1000 500 985
Nodular cast iron, cast iron high tensile [ 130 750 1000 500 985
Grey cast iron, cast iron low tensile 180 130 750 1000 500 985
Aluminium alloys >10% Si 100 300 3100 4100 2080 4100
Aluminium alloys <10% Si 100 600 6200 8000 4150 8000

The list of recommended milling conditions should be referred as a rough idea.
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1 End mills Tolerance $t7)QzZ& (mm)

Diameter BE#E Cutting diameter Y% Shank R
Range h8 h6
d<3 Oto -0.014 0to -0.006
3<d<6 Oto -0.018 0to -0.008
6<d<10 0to -0.022 0to -0.009
10<d<18 0to -0.027 0to -0.011
18 <d <30 0to -0.033 0to -0.013
2 Calculation of cutting conditions tDEIRHENETE
Explain @3 Symbol and formula  FF$EFIAT
e N = Ve Cutting speed
N : Spindlespeed E#&EXR ( min ) m/min  tDAIRE( m/min)
TXdXxN
Ve = Veeff Effective Cutting Speed
1000 m/min  BHLDAIRE (m/min)
Vc : Cuttingspeed EDAIRE ( m/min ) N : Spindle speed _
min™ FHER( min )
F: Feed speed
F : Feed speed EBRE(mm/min)l F=NxZx fz mm/min ERGEE ( mm/min )
fz: Feed per tooth
mm ZIE#S ( mmitooth)
Q : Chip removal rate Q= Ao xA . . Number of testh
2 3 . =Ap x Ae X : umber of tee
BB ERZE( mm/min ) D
d: Diameter of end mills
mm b WAl =K
Effecti i f
deff : Effective diameter of end mills deff enderf::;ll: diameter o
mm _
HOBEMBEL( mm ) b7 AR =k Y =EEY
dett=2x Vv Ap(d-Ap) . .
Q: Chip removal rate
@ =0 mmImin tEIBBE 2
n
deff=dxsin B: Angle of inclination
o AR A
® detf {B*tarccos((d-2 Ap)/d)}
Ap : Milling amount(Axial)
WELIAIRE
Ae : Radial depth of cut
EatIaiRE
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