series

end millsiforzhigh:hardness
machining

Lattice heterogeneous coating added
with special elements, with high hardness
and excellent high temperature oxidation
resistance, more suitable for high hardness
materials and high speed machining

< i '-_ - Excellent coating processing technology,

more closely combined with substrate
Lattice heterogeneous coating

unique edge structure, properly designed chipbreaker,
for outstanding cutting performance.

O Orange red coating allows for better wear observation.

Special after treatment greatly reduces friction, for
smoother chip evacuation and superior surface quality.

Perfect high temperature oxidation resistance:
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Side face Step shoulder Straight slot
\
H MX-Z E Corner protection
uH fffffffff — S fo] Picture 1
] 10 H |
- X . . X 'UI { _ = —DI Picture 2
® For slot milling. @ Very suitable for high speed cutting and dry cutting. Thn e
L
o Bhee EersE P
—— W 2t . [
Basic dimension(mm) Number of
Type teeth Geometry Stock
D d H L Z
HMX-2E-D1.0F 1.0 3 3 50 2 Picture 1 [}
HMX-2E-D1.0S 1.0 4 3 50 2 Picture 1 [ )
HMX-2E-D1.0 1.0 6 3 50 2 Picture 1 [ ]
HMX-2E-D1.5S 1.5 4 4 50 2 Picture 1 [ J
HMX-2E-D1.5 1.5 6 4 50 2 Picture 1 [ ]
HMX-2E-D2.0F 2.0 3 6 50 2 Picture 1 [ )
HMX-2E-D2.0S 2.0 4 6 50 2 Picture 1 [ J
HMX-2E-D2.0 2.0 6 6 50 2 Picture 1 [ J
HMX-2E-D2.5S 25 4 8 50 2 Picture 1 [ ]
HMX-2E-D2.5 25 6 8 50 2 Picture 1 [ J
HMX-2E-D3.0F 3.0 3 8 50 2 Picture 2 [}
HMX-2E-D3.0S 3.0 4 8 50 2 Picture 1 [ )
HMX-2E-D3.0 3.0 6 8 50 2 Picture 1 [ ]
HMX-2E-D3.5S B15) 4 10 50 2 Picture 1 [ J
HMX-2E-D3.5 3.5 6 10 50 2 Picture 1 [ )
HMX-2E-D4.0S 4.0 4 11 50 2 Picture 2 [ ]
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless C,\?géiﬁg?’ Copper | Aluminum | Titanium re:'iZtaatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2oy lloy lloy alloy
©) (@) (@) (@)

B396

Codm

Graphics category and idem

B258

B259

Cutting pa@

B524

Non-standard custo@

B570-B571



Side face Stepshoulder ~ Straight slot
~
-oH fffffffff — N *QI Picture 1
T 10 H |
® For slot milling. @ Very suitable for high speed cutting and dry cutting. U] { R o~ H 31 Pieture 2
L
D J %< 0-00%0
==t e )
Basic dimension(mm) Number of
Type teeth Geometry Stock
D d H L Z

HMX-2E-D4.0 4.0 6 1 50 2 Picture 1 °
HMX-2E-D4.5 4.5 6 1 50 2 Picture 1 [ ]
HMX-2E-D5.0 5.0 6 13 50 2 Picture 1 [ ]
HMX-2E-D5.5 5.5 6 16 50 2 Picture 1 ()
HMX-2E-D6.0 6.0 6 16 50 2 Picture 2 ()
HMX-2E-D7.0 7.0 8 20 60 2 Picture 1 [ ] Y o
HMX-2E-D8.0 8.0 8 20 60 2 Picture 2 ° 2
HMX-2E-D9.0 9.0 10 22 75 2 Picture 1 ° BE
HMX-2E-D10.0 10.0 10 25 75 2 Picture 2 [ J § 5
HMX-2E-D11.0 11.0 12 26 75 2 Picture 1 [ J
HMX-2E-D12.0 12.0 12 30 75 2 Picture 2 ° 3
HMX-2E-D14.0 14.0 14 32 100 2 Picture 2 [ ] 3’:
HMX-2E-D16.0 16.0 16 45 100 2 Picture 2 [ ] %
HMX-2E-D18.0 18.0 18 45 100 2 Picture 2 ()
HMX-2E-D20.0 20.0 20 45 100 2 Picture 2 ()

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon fra—— Pre-hardened steel. Hardened steel Stainless C,\?gélijrlgr:, Copper | Aluminum | Titanium regizgnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | alloy llley llloy alloy
O (@) (@) ©)
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B524 B570-B571

B397
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2-flute flattened end mills with long
straight shank and short cutting edge

HMX-2EFP

Corner protection

~———— HMX series for machining high hardness steel

Side face

Step shoulder

Straight slot

o]

~

S H
M
® High-rigidity short cutting edge, suitable for heavy cutting and deep L
cavity milling.
NaMe D<12 o~-002j 65
D ~0.

% TEADXN J Dt

HMX-2EFP-D6.0 6.0 6 9 30 5.8 75 2 [}

HMX-2EFP-D8.0 8.0 8 12 40 7.8 100 2 [ J

HMX-2EFP-D10.0 10.0 10 15 50 9.6 100 2 [ J

HMX-2EFP-D12.0 12.0 12 18 50 11.5 100 2 [ J

HMX-2EFP-D16.0 16.0 16 24 50 15.5 150 2 [ ]

HMX-2EFP-D20.0 20.0 20 30 60 19.5 150 2 o

@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
e Al | Pre-hardened steel. Hardened steel Stainless CNast irlon, Copper | Aluminum | Titanium Heat
steel oy stee steel odular alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O (@) (@)} @)

B398

Codm

Graphics category and idem

Cutting pa@

B525

Non-standard custo{atio:v




Side face Step shoulder Straight slot
H MX-2 E B L/X Corner protection
UH’*’*’*’*’*’*’*{*}@ Picture 1
10y LN
L
'°| { e < -0 Picture 2
® HMX-2E series with long shank. L H
o (R e
D | 0~-0.020
TEADKN j
HMX-2EBL-D3.0 3.0 6 8 75 2 Picture 1 O
HMX-2EBL-D4.0S 4.0 4 1" 75 2 Picture 2 @)
HMX-2EBL-D4.0 4.0 6 11 75 2 Picture 1 @)
HMX-2EBL-D6.0 6.0 6 16 75 2 Picture 2 (@)
HMX-2EBX-D6.0 6.0 6 16 100 2 Picture 2 O 8
I/}
HMX-2EBL-D8.0 8.0 8 20 75 2 Picture 2 (@) £ %
HMX-2EBX-D8.0 8.0 8 20 100 2 Picture 2 O -; 2
a9
HMX-2EBL-D10.0 10.0 10 25 100 2 Picture 2 O L o‘?)
HMX-2EBX-D10.0 10.0 10 25 150 2 Picture 2 O »
Kol
HMX-2EBL-D12.0 12.0 12 30 100 2 Picture 2 O g
HMX-2EBX-D12.0 12.0 12 30 150 2 Picture 2 0 g
T

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon P Pre-hardened steel. Hardened steel Stainless C,\?sctjirlon, Copper | Aluminum | Titanium I-[e?t X
steel ovce steel oAl alloy alloy alloy (TN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O ©) ©) O
Codm Graphics category and ide@ioﬁ Cutting para{eteg Non-standard custoﬁatitD
B259 B524 B570-B571

B399
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Side face Stepshoulder ~ Straight slot
~
HMX 4E 'UHifi’—(‘ £1Picture1
077 H
L
® For side milling and shallow slot milling.
® Very suitable for high speed cutting and dry cutting. ol " §% Picture 2
| e, 9% oE R S
— WL s ——d —a )
Basic dimension(mm) Number of
Type teeth Geometry Stock
D d H L Z
HMX-4E-D1.0F 1.0 3 3 50 4 Picture 1 [ ]
HMX-4E-D1.0S 1.0 4 3 50 4 Picture 1 [ ]
HMX-4E-D1.0 1.0 6 3 50 4 Picture 1 [ ]
HMX-4E-D1.5F 1.5 3 4 50 4 Picture 1 [ ]
HMX-4E-D1.5S 1.5 4 4 50 4 Picture 1 [ ]
HMX-4E-D1.5 1.5 6 4 50 4 Picture 1 [ J
§ HMX-4E-D2.0F 2.0 3 6 50 4 Picture 1 [
g HMX-4E-D2.0S 2.0 4 6 50 4 Picture 1 [ J
@ HMX-4E-D2.0 20 6 6 50 4 Picture 1 °
HMX-4E-D2.5F 25 3 8 50 4 Picture 1 [
% HMX-4E-D2.5S 25 4 8 50 4 Picture 1 [ ]
§. HMX-4E-D2.5 2.5 6 8 50 4 Picture 1 [ ]
8 HMX-4E-D3.0F 3.0 3 8 50 4 Picture 2 [ ]
HMX-4E-D3.0S 3.0 4 8 50 4 Picture 1 [ J
HMX-4E-D3.0 3.0 6 8 50 4 Picture 1 [ J
HMX-4E-D3.5S 315 4 10 50 4 Picture 1 [ J
HMX-4E-D4.0S 4.0 4 1 50 4 Picture 2 ()

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless C,\?géiﬁg?’ Copper | Aluminum | Titanium re:'iZtaatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2oy lloy lloy alloy
(@) (@) @] @)
Codm Graphics category and ide@n Cutting pa@ Non-standard custo@
B258 B259 B526 B570-B571

B400



L

Side face Stepshoulder  Straight slot
~
HMX 4E 'oHi*i*—(- £I Picture 1
07T H
L
® For side milling and shallow slot milling.
® Very suitable for high speed cutting and dry cutting. ol §% Picture 2
| e, 9% aE R S
— WL s ——d —a )
Basic dimension(mm) Number of
Type teeth Geometry Stock
D d H L z
HMX-4E-D3.5 3.5 6 10 50 4 Picture 1 [ J
HMX-4E-D4.0 4.0 6 1 50 4 Picture 1 ([ J
HMX-4E-D4.5 4.5 6 1 50 4 Picture 1 ([ J
HMX-4E-D5.0 5.0 6 13 50 4 Picture 1 ([ J
HMX-4E-D5.5 5.5 6 16 50 4 Picture 1 [ J
HMX-4E-D6.0 6.0 6 16 50 4 Picture 2 [ J o
HMX-4E-D7.0 7.0 8 20 60 4 Picture 1 ) 3 2
HMX-4E-D8.0 8.0 8 20 60 4 Picture 2 ) g -g
HMX-4E-D9.0 9.0 10 22 75 4 Picture 1 ° g °
HMX-4E-D10.0 10.0 10 25 7% 4 Picture 2 ([ J ‘
HMX-4E-D11.0 11.0 12 26 75 4 Picture 1 [ J '%
&
HMX-4E-D12.0 12.0 12 30 75 4 Picture 2 ([ J é
HMX-4E-D14.0 14.0 14 32 75 4 Picture 2 ) T
HMX-4E-D16.0 16.0 16 45 100 4 Picture 2 [ J
HMX-4E-D18.0 18.0 18 45 100 4 Picture 2 [
HMX-4E-D20.0 20.0 20 45 100 4 Picture 2 )

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon fra—— Pre-hardened steel. Hardened steel Stainless C,\?gélijrlgr:, Copper | Aluminum | Titanium regizgnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | alloy llley llloy alloy
@] (@) © O
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B526 B570-B571

B401
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~———— HMX series for machining high hardness steel

4-flute flattened end mills with straight

shank and Iong cutti ng edge Siefae  Stepshouder  Strightsit
H MX-4E L Corner protection
v[{*——f—‘f £I Picture 1
10°%7 H
L
e LT
©® HM-4E series with long cutting edge. H
L
NaMe ID D<12 0~-0.020 ‘%’
12<D 0~-0.030
Basic dimension(mm) Number of
Type teeth Geometry Stock
D d H L z

HMX-4EL-D3.0 3.0 6 12 75 4 Picture 1 [ ]

HMX-4EL-D4.0 4.0 6 15 75 4 Picture 1 [ ]

HMX-4EL-D5.0 5.0 6 20 75 4 Picture 1 [ J

HMX-4EL-D6.0 6.0 6 20 75 4 Picture 2 [ J

HMX-4EL-D8.0 8.0 8 25 100 4 Picture 2 [ ]

HMX-4EL-D10.0 10.0 10 30 100 4 Picture 2 [ ]

HMX-4EL-D12.0 12.0 12 35 100 4 Picture 2 [ ]

HMX-4EL-D14.0 14.0 14 40 100 4 Picture 2 [ ]

HMX-4EL-D16.0 16.0 16 50 150 4 Picture 2 [ ]

HMX-4EL-D20.0 20.0 20 55 o - - -

B> Applicable workpiece material table ©
Workpiece material
Pre-hardened steel. Hardened steel B Cast iron, . . Heat
C:trebec:n Alloy steel Stz;gl:lss Nodular Cz:)l?g il Aluarlr;(l)num Tlt:d:)lum resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron Y Y Y alloy
O (©) (@)} (@)

B402

Codm

B258

Graphics category and ide@n

B259

Cutting para{eteirg

B526

Non-standard custo{atio—nj

B570-B571




HMX series for machining high hardness steel -~

4-flute flattened end mills with straight

shank, |ong neck and short cutt|ng edge Sdeface  Stepshouder  Siraightslot
H MX-4E F P Corner protection
<
5%
L H |
M
® High-rigidity short cutting edge, suitable for heavy cutting and
deep cavity milling. L
NaMo D<12 0~-0.020
< l miapay, o) i) S
HMX-4EFP-D6.0 6.0 6 9 30 5.8 75 4 [ J
HMX-4EFP-D8.0 8.0 8 12 40 7.8 100 4 [ J
HMX-4EFP-D10.0 10.0 10 15 50 9.6 100 4 [ J
HMX-4EFP-D12.0 12.0 12 18 50 11.5 100 4 [ J
HMX-4EFP-D16.0 16.0 16 24 50 15.5 150 4 [ J
HMX-4EFP-D20.0 20.0 20 30 60 19.5 150 4 (]

@ Stock available O Make-to-order

3
-
JE'E
{035
B e
o @
»n

HMX series

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon P Pre-hardened steel. Hardened steel Stainless C,\?sctjirlon, Copper | Aluminum | Titanium I-[e?t X
steel ovce steel oAl alloy alloy alloy (TN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O ©) ©) O
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B527 B570-B571

B403
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B> Applicable workpiece material table Overy suitable OSuitable

Side face Step shoulder Straight slot
\
HMX-4EBL/X P S
07 H
L
o1 - -~ gw Picture 2
® HMX-4E series with long shank. ) H
NenNeo

o inins B %

HMX-4EBL-D3.0S 3.0 4 8 75 4 Picture 1 [ J
HMX-4EBL-D3.0 3.0 6 8 75 4 Picture 1 [ J
HMX-4EBL-D4.0S 4.0 4 1 75 4 Picture 2 [
HMX-4EBL-D4.0 4.0 6 11 75 4 Picture 1 [ J
HMX-4EBL-D6.0 6.0 6 16 75 4 Picture 2 [ J
HMX-4EBX-D6.0 6.0 6 16 100 4 Picture 2 [}
HMX-4EBL-D8.0 8.0 8 20 75 4 Picture 2 [
HMX-4EBX-D8.0 8.0 8 20 100 4 Picture 2 [
HMX-4EBL-D10.0 10.0 10 25 100 4 Picture 2 [ J
HMX-4EBX-D10.0 10.0 10 25 150 4 Picture 2 [ J
HMX-4EBL-D12.0 12.0 12 30 100 4 Picture 2 [
HMX-4EBX-D12.0 12.0 12 30 150 4 Picture 2 [

@ Stock available O Make-to-order

Workpiece material

CainE Allov steel Pre-hardened steel. Hardened steel Stainless C,\?s(t’irlon, Copper | Aluminum | Titanium Heat
steel SYESICS steel L BLETr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O (@) (@)} @)

Codeke/yﬁ

B404

Graphics category and idem

Cutting para{eteg

B526

Non-standard custo{atioﬁ



Side face Step shoulder Straight slot
E—\
o]
L
® High tool rigidity reduce tool deflection in side milling.
® Very suitable for high speed cutting and dry cutting.
NaMe D<12 0~-0.020

< l miapay, 10 o] &)
HMX-6E-D6.0 6.0 6 18 60 6 [}
HMX-6E-D8.0 8.0 8 20 60 6 [ ]
HMX-6E-D10.0 10.0 10 30 75 6 [ ]
HMX-6E-D12.0 12.0 12 32 75 6 [ ]
HMX-6E-D16.0 16.0 16 40 100 6 [ ]
HMX-6E-D20.0 20.0 20 45 100 6 [ ]

@ Stock available O Make-to-order

end mills

o
=]
)
=
| ®
i o
-
=)
(72)

HMX series

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

CainE Allov steel Pre-hardened steel. Hardened steel Stainless C’\?s(t’ irlon, Copper | Aluminum | Titanium Heat
steel SYESICS steel L BLETr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O ©) ©) @)
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B528 B570-B571

B405



~———— HMX series for machining high hardness steel

6-flute flattened end mills with straight ﬂ

shank and Iong cutti ng edge Sdefae  Stepshouder  Straightsiot
S I .
H
L
® HM-6E series with long cutting edge.
A5 l N@M@J 3 I D<t2 o:o.ozoJ %
TIADN lo) e’ 50050
HMX-6EL-D6.0 6.0 6 24 75 6 [ ]
HMX-6EL-D8.0 8.0 8 32 75 6 o
HMX-6EL-D10.0 10.0 10 40 100 6 °
HMX-6EL-D12.0 12.0 12 45 100 6 °
HMX-6EL-D16.0 16.0 16 64 150 6 [ J
HMX-6EL-D20.0 20.0 20 75 150 6 [ J

@ Stock available O Make-to-order

©
]
o
]
o

$o118S X\H

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

CainE Allov steel Pre-hardened steel. Hardened steel Stainless C’\?s(t’ irlon, Copper | Aluminum | Titanium Heat
steel SYESICS steel L BLETr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O ©) ©) @)
Codm Graphics category and idem Cutting pa@ Non-standard custo{atio:v
B259 B529 B570-B571

B406



HMX series for machining high hardness steel ——~

2-flute flattened end mills with straight ”

shank, long neck and short cutting edge Deep fatred s
\
HMX-2EP
; N i
—— AL TS
. . . . e s H
® Suitable for narrow slot milling or milling of fine parts that could \ M
generate interference. e o L
= s B & @
Basic dimension(mm) Number of
Type teeth Stock
D d H M d1 L Z
HMX-2EP-D0.3-M02 0.3 4 0.4 2 0.25 50 2 ([ J
HMX-2EP-D0.3-M04 0.3 4 0.4 4 0.25 50 2 ([ J
HMX-2EP-D0.4-M02 0.4 4 0.6 2 0.35 50 2 ( ]
HMX-2EP-D0.4-M04 0.4 4 0.6 4 0.35 50 2 (]
HMX-2EP-D0.5-M04 0.5 4 0.7 4 0.45 50 2 ([ J
HMX-2EP-D0.5-M06 0.5 4 0.7 6 0.45 50 2 ([ J
HMX-2EP-D0.5-M08 0.5 4 0.7 8 0.45 50 2 (]
HMX-2EP-D0.6-M04 0.6 4 0.9 4 0.55 50 2 ° ‘8.
HMX-2EP-D0.6-M06 0.6 4 0.9 6 0.55 50 2 [ J g E
HMX-2EP-D0.7-M04 07 4 10 4 0.65 50 2 ° 2%
HMX-2EP-D0.7-M06 0.7 4 1.0 6 0.65 50 2 ( ] &
HMX-2EP-D0.7-M08 0.7 4 1.0 8 0.65 50 2 ( ] _3
HMX-2EP-D0.8-M04 0.8 4 1.2 4 0.75 50 2 (] g
HMX-2EP-D0.8-M06 0.8 4 1.2 6 0.75 50 2 ([ J %
HMX-2EP-D0.8-M08 0.8 4 1.2 8 0.75 50 2 ([ J
HMX-2EP-D0.8-M10 0.8 4 1.2 10 0.75 50 2 ([ J
HMX-2EP-D1.0-M04 1.0 4 1.5 4 0.95 50 2 [ J
HMX-2EP-D1.0-M06 1.0 4 1.5 6 0.95 50 2 ([ J
HMX-2EP-D1.0-M08 1.0 4 1.5 8 0.95 50 2 (]
HMX-2EP-D1.0-M10 1.0 4 1.5 10 0.95 50 2 (]
HMX-2EP-D1.0-M12 1.0 4 1.5 12 0.95 50 2 [ J
HMX-2EP-D1.0-M14 1.0 4 1.5 14 0.95 50 2 ([ J
HMX-2EP-D1.2-M06 1.2 4 1.8 6 1.15 50 2 [ J
HMX-2EP-D1.2-M08 1.2 4 1.8 8 1.15 50 2 ([ J
HMX-2EP-D1.2-M10 1.2 4 1.8 10 1.15 50 2 [ J
HMX-2EP-D1.2-M12 1.2 4 1.8 12 1.15 50 2 ([ J
HMX-2EP-D1.5-M06 1.5 4 23 6 1.45 50 2 ( ]
HMX-2EP-D1.5-M08 1.5 4 23 8 1.45 50 2 (]
HMX-2EP-D1.5-M10 1.5 4 23 10 1.45 50 2 [ J

B> Applicable workpiece material table Overy suitable OSuitable ® Stock available O Make-to-order

Workpiece material

Carbon fra—— Pre-hardened steel. Hardened steel Stainless C,\?gcthi]rlg?, Copper | Aluminum | Titanium re?iztaatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron |  2llOY allzy allzy alloy
O (@) © O
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B530-B531 B570-B571

B407
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~———— HMX series for machining high hardness steel

2-flute flattened end mills with straight
shank, long neck and short cutting edge

Deep flattened slot

\
HMX-2EP
_— s
@ Suitable for narrow slot milling or milling of fine parts that could generate NG J\/ 3 M H
interference. b<imm  1mm<D L
. o
o R ey D] @ P
Basic dimension(mm) Number of
Type teeth Stock
D d H M d1 L Z
HMX-2EP-D1.5-M12 1.5 4 23 12 1.45 50 2 [ ]
HMX-2EP-D1.5-M14 1.5 4 23 14 1.45 50 2 [ ]
HMX-2EP-D2.0-M06 2.0 4 3.0 6 1.95 50 2 [ ]
HMX-2EP-D2.0-M08 2.0 4 3.0 8 1.95 50 2 o
HMX-2EP-D2.0-M10 2.0 4 3.0 10 1.95 50 2 [ ]
HMX-2EP-D2.0-M12 2.0 4 3.0 12 1.95 50 2 [ ]
HMX-2EP-D2.0-M14 2.0 4 3.0 14 1.95 50 2 o
HMX-2EP-D2.0-M16 2.0 4 3.0 16 1.95 50 2 [ ]
HMX-2EP-D2.5-M08 2.5 4 3.7 8 2.4 50 2 [ ]
HMX-2EP-D2.5-M10 25 4 3.7 10 2.4 50 2 o
HMX-2EP-D2.5-M12 2.5 4 3.7 12 2.4 50 2 [ ]
HMX-2EP-D2.5-M14 25 4 3.7 14 24 50 2 [ ]
HMX-2EP-D2.5-M16 25 4 3.7 16 2.4 60 2 o
HMX-2EP-D2.5-M18 25 4 3.7 18 2.4 60 2 [ J
HMX-2EP-D2.5-M20 25 4 3.7 20 24 60 2 [ ]
HMX-2EP-D3.0-M06 3.0 6 4.5 6 2.85 50 2 o
HMX-2EP-D3.0-M08 3.0 6 4.5 8 2.85 50 2 [ J
HMX-2EP-D3.0-M10 3.0 6 4.5 10 2.85 50 2 [ ]
HMX-2EP-D3.0-M12 3.0 6 4.5 12 2.85 50 2 [ ]
HMX-2EP-D3.0-M14 3.0 6 4.5 14 2.85 60 2 o
HMX-2EP-D3.0-M16 3.0 6 45 16 2.85 60 2 °
HMX-2EP-D3.0-M18 3.0 6 4.5 18 2.85 60 2 [ J
HMX-2EP-D3.0-M20 3.0 6 4.5 20 2.85 60 2 o
HMX-2EP-D4.0-M12 4.0 6 6.0 12 3.85 60 2 [ ]
HMX-2EP-D4.0-M16 4.0 6 6.0 16 3.85 60 2 [ J
HMX-2EP-D4.0-M20 4.0 6 6.0 20 3.85 60 2 o
HMX-2EP-D4.0-M25 4.0 6 6.0 25 3.85 60 2 [ ]
HMX-2EP-D5.0-M16 5.0 6 {25 16 4.85 60 2 [ ]
HMX-2EP-D5.0-M25 5.0 6 7.5 25 4.85 70 2 o
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | pjo0 steel Pre-hardened steel. Hardened steel Stainless Cﬁjéﬂg?‘ Copper | Aluminum | Titanium re:'i(;taatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2oy lloy lloy alloy
@) (@) (@) @)

Codm

B408

B258

Graphics category and ide@n

B259

Cutting pa@

B530-B531

Non-standard custo@

B570-B571



HMX series for machining high hardness steel ——~

2-flute flattened end mills with straight

shank and ti 11 diameter Sieface  Siepshouder  Siraightsiot
!
e
@ Tiny diameter end mills can fully display high speed and high precision 10° &\/ H
performances of machining center, often used for machining of precision L
components such as electronic part etc.
D<tmm 1mm<D
=N _ (o]
350 8 NoMNo D | 0~-0.015 @ @9
s Emine e Q) @)
- Basic dimension(mm) NS 6 (et
ype 7 Stock
D d H L
HMX-2ES-D0.3 0.3 4 0.6 50 2 ([ J
HMX-2ES-D0.4 0.4 4 0.8 50 2 [}
HMX-2ES-D0.5 0.5 4 1.0 50 2 (]
HMX-2ES-D0.6 0.6 4 1.2 50 2 [ ]
HMX-2ES-D0.7 0.7 4 1.4 50 2 ([ J
HMX-2ES-D0.8 0.8 4 1.6 50 2 [ J
HMX-2ES-D0.9 0.9 4 1.8 50 2 ([ J %
2
HMX-2ES-D1.0 1.0 4 20 50 2 ° £
O
HMX-2ES-D1.1 1.1 4 2.0 50 2 ([ ==
‘o @
HMX-2ES-D1.2 1.2 4 25 50 2 ° A
HMX-2ES-D1.3 1.3 4 25 50 2 ([ J »
(0]
HMX-2ES-D1.4 1.4 4 3.0 50 2 [ 2
HMX-2ES-D1.5 15 4 3.0 50 2 ° z
HMX-2ES-D1.6 1.6 4 3.5 50 2 [ *
HMX-2ES-D1.7 1.7 4 35 50 2 ([ J
HMX-2ES-D1.8 1.8 4 4.0 50 2 [ J
HMX-2ES-D1.9 1.9 4 4.0 50 2 ([ J
HMX-2ES-D2.0 2.0 4 4.0 50 2 [ J
HMX-2ES-D2.1 21 4 4.0 50 2 ([
HMX-2ES-D2.2 22 4 45 50 2 [ ]
HMX-2ES-D2.3 23 4 4.5 50 2 [ J
HMX-2ES-D2.4 24 4 5.0 50 2 [ J
HMX-2ES-D2.5 25 4 5.0 50 2 ([ J
HMX-2ES-D2.6 2.6 4 5.0 50 2 [ ]
HMX-2ES-D2.7 27 4 55 50 2 [ J
HMX-2ES-D2.8 2.8 4 515 50 2 [ J
HMX-2ES-D2.9 2.9 4 6.0 50 2 ([ J
HMX-2ES-D3.0 3.0 4 6.0 50 2 [ J

@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon | pjo0 steel Pre-hardened steel. Hardened steel Stainless Cﬁjébﬁ‘;?’ Copper | Aluminum | Titanium re:'i(;taatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2oy lloy lloy alloy
) (@) (@) @)
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B532 B570-B571

B409
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« K3 1Li

Profile Cavity Ball nose slot
\
R
,,,,,,,,,, . 7{ EI Picture 1
10°% H
R
‘0[ 1T ? N 1-0]  Picture 2
H
L
® For profile milling.  ® Very suitable for high speed cutting and dry cutting.
35N g NaMNMo D<12 0~-0.020 @ ol $
o) Eming BRSRE 5D ) @)
Basic dimension(mm) Number of
Type teeth Geometry Stock
D R d H L Z
HMX-2B-R0.5S 1.0 0.5 4 2 50 2 Picture 1 [ J
HMX-2B-R0.5 1.0 0.5 6 2 50 2 Picture 1 [
HMX-2B-R0.75S 1.5 0.75 4 3 50 2 Picture 1 [ J
HMX-2B-R0.75 1.5 0.75 6 3 50 2 Picture 1 [ J
HMX-2B-R1.0S 2.0 1.0 4 4 50 2 Picture 1 [ J
HMX-2B-R1.0 2.0 1.0 6 4 50 2 Picture 1 [ J
HMX-2B-R1.25S8 25 1.25 4 5 50 2 Picture 1 [ J
HMX-2B-R1.25 25 1.25 6 5) 50 2 Picture 1 [ J
HMX-2B-R1.5S 3.0 1.5 4 6 50 2 Picture 1 [ J
HMX-2B-R1.5 3.0 1.5 6 6 50 2 Picture 1 [ J
HMX-2B-R1.75 35 1.75 6 8 50 2 Picture 1 [
HMX-2B-R2.0S 4.0 2.0 4 8 50 2 Picture 2 [
HMX-2B-R2.0 4.0 2.0 6 8 50 2 Picture 1 [ J
HMX-2B-R2.5 5.0 25 6 10 50 2 Picture 1 [ J
HMX-2B-R2.75 55 2.75 6 12 50 2 Picture 1 [ J
HMX-2B-R3.0 6.0 3.0 6 12 50 2 Picture 2 [ J
HMX-2B-R3.5 7.0 3.5 8 14 60 2 Picture 1 [ J
HMX-2B-R4.0 8.0 4.0 8 16 60 2 Picture 2 [
HMX-2B-R4.5 9.0 4.5 10 18 75 2 Picture 1 [ J
HMX-2B-R5.0 10.0 5.0 10 20 75 2 Picture 2 [ J
HMX-2B-R6.0 12.0 6.0 12 24 75 2 Picture 2 [ J
HMX-2B-R7.0 14.0 7.0 14 28 75 2 Picture 2 o
HMX-2B-R8.0 16.0 8.0 16 32 100 2 Picture 2 [ J
HMX-2B-R10.0 20.0 10.0 20 40 100 2 Picture 2 [ J
@ Stock available O Make-to-order
Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless C,\?géiﬁg?’ Copper | Aluminum | Titanium re:'i(;taatnt

steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2oy lloy lloy alloy
©) (@) (@) O

B410

Codm

Graphics category and idem

B258

B259

Cutting pa@

B533

Non-standard custo@

B570-B571



HMX series for machining high hardness steel ——~

« K3 18

Profile Cavity Ball nose slot
\
,,,,,,,,,,,, ?f| ol Picture 1
10°% H
L
R
o P 9 Picture 2
H
L
®HM-2B series with long shank.
o o
o (i Dess D) @
Basic dimension(mm) Number of
Type teeth Geometry Stock
D R d H L Z
HMX-2BL-R1.0S 2.0 1.0 4 4 75 2 Picture 1 [ J
HMX-2BL-R1.0 2.0 1.0 6 4 75 2 Picture 1 ([ J
HMX-2BL-R1.25S 25 1.25 4 5 75 2 Picture 1 ([ J
HMX-2BL-R1.25 25 1.25 6 6 75 2 Picture 1 ([ J Y o
HMX-2BL-R1.58 3.0 1.5 4 6 75 2 Picture 1 ° =
HMX-2BL-R1.5 30 15 6 6 75 2 Picture 1 ° BE
HMX-2BL-R1.75S 35 175 4 8 75 2 Picture 1 ° 25
HMX-2BL-R1.75 &3 1.75 6 8 75 2 Picture 1 [ ] &
HMX-2BL-R2.0S 4.0 2.0 4 8 75 2 Picture 2 ([ J 3
HMX-2BL-R2.0 4.0 2.0 6 8 {5} 2 Picture 1 ([ J E
HMX-2BL-R2.5 5.0 25 6 10 75 2 Picture 1 [ z
HMX-2BL-R2.75 515 275 6 12 75 2 Picture 1 () -
HMX-2BL-R3.0 6.0 3.0 6 12 75 2 Picture 2 ®
HMX-2BX-R3.0 6.0 3.0 6 12 100 2 Picture 2 [ J
HMX-2BL-R3.5 7.0 3.5 8 14 75 2 Picture 1 ([ J
HMX-2BM-R4.0 8.0 4.0 8 16 {75} 2 Picture 2 ([ J
HMX-2BL-R4.0 8.0 4.0 8 16 100 2 Picture 2 ([ J
HMX-2BL-R4.5 9.0 45 10 18 100 2 Picture 1 ()
HMX-2BL-R5.0 10.0 5.0 10 20 100 2 Picture 2 ®
HMX-2BX-R5.0 10.0 5.0 10 20 150 2 Picture 2 [ J
HMX-2BL-R6.0 12.0 6.0 12 24 100 2 Picture 2 ([ J
HMX-2BX-R6.0 12.0 6.0 12 24 150 2 Picture 2 ([ J
HMX-2BL-R7.0 14.0 7.0 14 28 100 2 Picture 2 [ J
HMX-2BL-R8.0 16.0 8.0 16 32 150 2 Picture 2 ([ J
HMX-2BL-R10.0 20.0 10.0 20 40 150 2 Picture 2 (]
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | pjo0 steel Pre-hardened steel. Hardened steel Stainless Cﬁjébﬁ‘;?’ Copper | Aluminum | Titanium re:'i(;taatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2oy lloy lloy alloy
@) (@) (©) O
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B533 B570-B571

B411
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~———— HMX series for machining high hardness steel

2-flute ball nose end mills with straight

« B3 i

shank, long neck and short cutting edge Prfic Casty Bl nose st
HMX-2BFP R
.OH,f,f,f,j,f,%, a] Picture 1
10— |3 [H
M
L
R
o ’*’@‘il Picture 2
5 " H|

® Short cutting edge and high rigidity designed, applicable for heavy cutting. L

2| NN -

S aN® D | D<120~0020 | R A\ p.qq w

T 12<D 0~-0.030 ~

Amapgy 1888 2D ) GF)

Basic dimension(mm) Number
Type of teeth |Geometry| Stock
D R H d1 M d L z
HMX-2BFP-R0.5 1.0 0.5 1 0.95 25 6 75 2 Picture 1 [}
HMX-2BFP-R0.75 1.5 0.75 1.5 1.45 3.0 6 75 2 Picture 1 [ ]
HMX-2BFP-R1.0 2.0 1.0 2 1.95 4.0 6 75 2 Picture 1 [ ]
HMX-2BFP-R1.5 3.0 1.5 3 2.85 6.0 6 75 2 Picture 1 [ ]
HMX-2BFP-R2.0 4.0 2.0 4 3.85 8.0 6 75 2 Picture 1 [ J
HMX-2BFP-R2.5 5.0 2.5 5 4.85 10.0 6 75 2 Picture 1 ([ ]
HMX-2BFP-R3.0 6.0 3.0 6 5.8 12.0 6 75 2 Picture 2 [}
HMX-2BFP-R4.0 8.0 4.0 8 7.8 16.0 8 100 2 Picture 2 [ J
HMX-2BFP-R5.0 10.0 5.0 10 9.6 20.0 10 100 2 Picture 2 [ ]
HMX-2BFP-R6.0 12.0 6.0 12 11.5 24.0 12 100 2 Picture 2 [ ]
HMX-2BFP-R8.0 16.0 8.0 16 15.5 32.0 16 150 2 Picture 2 [
HMX-2BFP-R10.0 20.0 10.0 20 19.5 40.0 20 150 2 Picture 2 ()
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
e Al | Pre-hardened steel. Hardened steel Safiiless C’\?st irlon, Copper | Aluminum | Titanium Heat
steel oy stee steel odular alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O (@) @] (@)

B412

Codm

Graphics category and ide@n

B258

B259

Cutting para{eteirg

B533

Non-standard custo@

B570-B571



HMX series for machining high hardness steel -~

« B3 18

HMX-4B

® 4-flute ball nose end mill can operate with higher feed speed and machining

efficiency, extending too life in machining high-hardness workpiece.

o |

TiAD®Y

D<12 0~-0.020 ' )
ID 12<D 0~-0.030 RS RiO'OLJ %
—r

Profile

Cavity

Ball nose slot

E

~

Picture 1

Picture 2

HMX-4B-R1.5 3.0 1.5 6 6 50 4 Picture 1 [ J
HMX-4B-R2.0 4.0 2.0 6 8 50 4 Picture 1 [ ]
HMX-4B-R2.5 5.0 25 6 10 50 4 Picture 1 [ J
HMX-4B-R3.0 6.0 3.0 6 12 50 4 Picture 2 [ J
HMX-4B-R4.0 8.0 4.0 8 16 60 4 Picture 2 [ J
HMX-4B-R5.0 10.0 5.0 10 20 75 4 Picture 2 [}
HMX-4B-R6.0 12.0 6.0 12 24 75 4 Picture 2 [ J
HMX-4B-R7.0 14.0 7.0 14 28 75 4 Picture 2 [}
HMX-4B-R8.0 16.0 8.0 16 32 100 4 Picture 2 [ J
HMX-4B-R9.0 18.0 9.0 18 36 100 4 Picture 2 [ ]
HMX-4B-R10.0 20.0 10.0 20 40 100 4 Picture 2 [ J

B> Applicable workpiece material table

Workpiece material

@ Stock available

O Make-to-order

Carbon Alloy steel Pre-hardened steel. Hardened steel St C,\las(tjirlon, Copper | Aluminum | Titanium I-[e?t .
steel oySice steel e BLELr alloy alloy alloy (T EN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O ©) ©) O
Codm Graphics category and ide@ioﬁ Cutting para{eteg Non-standard custoﬁatitD
B259 B534 B570-B571

B413
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HMX series
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4-flute ball nose end mills with

~———— HMX series for machining high hardness steel

« B3 18

Stra i g ht a n d I O n g S h a n k Profile Cavity Ball nose slot
1:,l - Picture 1
UI { —— —;— ~ ﬂ Picture 2
® HM-4B series with long shank. H
Nadlo| ;) ) -
l aMNe D] b=12 o~-o.o%j B - 001 J %
TRADM 12<D 0~-0.030
HMX-4BL-R1.5 3.0 1.5 6 6 75 4 Picture 1 O
HMX-4BL-R2.0 4.0 2.0 6 8 75 4 Picture 1 O
HMX-4BL-R2.5 5.0 25 6 10 75 4 Picture 1 O
HMX-4BL-R3.0 6.0 3.0 6 12 75 4 Picture 2 @)
HMX-4BL-R4.0 8.0 4.0 8 16 100 4 Picture 2 O
HMX-4BL-R5.0 10.0 5.0 10 20 100 4 Picture 2 @)
HMX-4BL-R6.0 12.0 6.0 12 24 100 4 Picture 2 O
HMX-4BL-R7.0 14.0 7.0 14 28 100 4 Picture 2 @)
HMX-4BL-R8.0 16.0 8.0 16 32 150 4 Picture 2 @)
HMX-4BL-R9.0 18.0 9.0 18 36 150 4 Picture 2 O
HMX-4BL-R10.0 20.0 10.0 20 40 150 4 Picture 2 O
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
e Al | Pre-hardened steel. Hardened steel Stainless CNasé1 irlon, Copper | Aluminum | Titanium Heat
steel oy stee steel L BIETT alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O (@) (@)} @)

B414

Codm

Graphics category and idem

Cutting pa@

B534

Non-standard custo{atioﬁ



HMX series for machining high hardness steel ——~

« K3 L8

Profile Cavity Ball nose slot
™~
HMX-2BS
@ Tiny diameter end mills can fully display high speed and high precision
performances of machining center, often used for machining of precision
components such as electronic part etc..
i B Ders) @
Basic dimension(mm) Number of
Type teeth Stock
D R d H L Z
HMX-2BS-R0.15 0.30 0.15 4 0.5 50 2 [ J
HMX-2BS-R0.20 0.40 0.20 4 0.6 50 2 [ ]
HMX-2BS-R0.25 0.50 0.25 4 0.8 50 2 [ J
HMX-2BS-R0.30 0.60 0.30 4 0.9 50 2 [}
HMX-2BS-R0.35 0.70 0.35 4 1.0 50 2 [ e
HMX-2BS-R0.40 0.80 0.40 4 12 50 2 ° 22
HMX-2BS-R0.45 0.90 0.45 4 13 50 2 ° g -g
HMX-2BS-R0.50 1.00 0.50 4 15 50 2 ° 3
HMX-2BS-R0.60 1.20 0.60 4 1.8 50 2 [ J ‘ ”
HMX-2BS-R0.70 1.40 0.70 4 2.0 50 2 [ ] '%
HMX-2BS-R0.75 1.50 0.75 4 23 50 2 [ J é
HMX-2BS-R0.80 1.60 0.80 4 25 50 2 ° +
HMX-2BS-R0.90 1.80 0.90 4 2.7 50 2 [
HMX-2BS-R1.00 2.00 1.00 4 3.0 50 2 [ J
HMX-2BS-R1.25 2.50 1.25 4 3.7 50 2 [
HMX-2BS-R1.50 3.00 1.50 4 4.5 50 2 [ J

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

e Allov steel Pre-hardened steel. Hardened steel St C’\?Sct’irlon, Copper | Aluminum | Titanium Heat
steel oySice steel e BLELr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@) (@) (@) @)
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B535 B570-B571

B415
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~———— HMX series for machining high hardness steel

2-flute ball nose end mills with straight
shank, long neck and short cutting edge

Deep ball nose slot

B416

B258

B259

B536-B537

\
HMX-2BP a4 .
—— AL e
L T 10° H
o i
® Applicable for machining narrow slot and free-form surface. L
e | BN To)ews| RHRmmerss| (B
— W " e - <
Basic dimension(mm) Number of
Type teeth Stock
D R H d1 M d L Z
HMX-2BP-R0.15-M02 0.3 0.15 0.4 0.25 2 4 50 2 [ J
HMX-2BP-R0.15-M04 0.3 0.15 0.4 0.25 4 4 50 2 [ J
HMX-2BP-R0.2-M02 0.4 0.2 0.6 0.35 2 4 50 2 [ ]
HMX-2BP-R0.2-M04 0.4 0.2 0.6 0.35 4 4 50 2 [ )
HMX-2BP-R0.25-M04 0.5 0.25 0.7 0.45 4 4 50 2 [ J
HMX-2BP-R0.25-M06 0.5 0.25 0.7 0.45 6 4 50 2 [
HMX-2BP-R0.3-M04 0.6 0.3 0.9 0.55 4 4 50 2 [ J
HMX-2BP-R0.3-M06 0.6 0.3 0.9 0.55 6 4 50 2 [ J
HMX-2BP-R0.3-M08 0.6 0.3 0.9 0.55 8 4 50 2 [ ]
HMX-2BP-R0.4-M04 0.8 0.4 1.2 0.75 4 4 50 2 [
HMX-2BP-R0.4-M06 0.8 0.4 1.2 0.75 6 4 50 2 [ J
HMX-2BP-R0.4-M08 0.8 0.4 1.2 0.75 8 4 50 2 [
HMX-2BP-R0.4-M10 0.8 0.4 1.2 0.75 10 4 50 2 [
HMX-2BP-R0.5-M04 1.0 0.5 1.5 0.95 4 4 50 2 [
HMX-2BP-R0.5-M06 1.0 0.5 1.5 0.95 6 4 50 2 [ J
HMX-2BP-R0.5-M08 1.0 0.5 1.5 0.95 8 4 50 2 [
HMX-2BP-R0.5-M10 1.0 0.5 1.5 0.95 10 4 50 2 [
HMX-2BP-R0.5-M12 1.0 0.5 1.5 0.95 12 4 50 2 [ )
HMX-2BP-R0.6-M06 1.2 0.6 1.8 1.15 4 50 2 [ ]
HMX-2BP-R0.6-M08 1.2 0.6 1.8 1.15 4 50 2 [
HMX-2BP-R0.6-M12 1.2 0.6 1.8 1.15 12 4 50 2 [ J
HMX-2BP-R0.6-M16 1.2 0.6 1.8 1.15 16 4 50 2 [ J
HMX-2BP-R0.75-M08 1.5 0.75 2.3 1.45 8 4 50 2 [ ]
HMX-2BP-R0.75-M12 1.5 0.75 2.3 1.45 12 4 50 2 [ )
HMX-2BP-R0.75-M16 1.5 0.75 2.3 1.45 16 4 50 2 [ J
HMX-2BP-R1.0-M06 2.0 1.0 3.0 1.95 6 4 50 2 [
HMX-2BP-R1.0-M08 2.0 1.0 3.0 1.95 8 4 50 2 [ J
HMX-2BP-R1.0-M10 2.0 1.0 3.0 1.95 10 4 50 2 [ J
HMX-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12 4 50 2 [ ]
HMX-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16 4 50 2 [
HMX-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20 4 50 2 [ J
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
C:tgﬁn Alloy steel Pre-hardened steel. Hardened steel Stgigleelss Cﬁgé&rg:, C;%;,er Aluar“g;,um Tit;{:)i;m re:'iztaatnt
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
©) (@) (@) O
Codm Graphics category and ide@n Cutting pa@ Non-standard custo@

B570-B571




HMX series for machining high hardness steel -~

2-flute ball nose end mills with straight .‘|

shank, long neck and short cutting edge Deep ballnose o
~
o R
/|
— = 5
X LH_
M
® Applicable for machining narrow slot and free-form surface L
=i NaMNe v @ R+0.005 R<0.5 w
o) (RS e DEeeE
Basic dimension(mm) Number of
Type teeth Stock
D R H di M d L Z
HMX-2BP-R1.25-M08 25 1.25 3.7 24 8 4 50 2 ()
HMX-2BP-R1.25-M12 25 1.25 3.7 2.4 12 4 50 2 o
HMX-2BP-R1.25-M16 25 1.25 3.7 24 16 4 60 2 [ J
HMX-2BP-R1.25-M20 25 1.25 3.7 24 20 4 60 2 [ J
HMX-2BP-R1.5-M08 3.0 1.5 4.5 2.85 8 6 50 2 [ J
HMX-2BP-R1.5-M10 3.0 1.5 4.5 2.85 10 6 50 2 ()
HMX-2BP-R1.5-M12 3.0 1.5 4.5 2.85 12 6 50 2 ()
HMX-2BP-R1.5-M16 3.0 1.5 45 2.85 16 6 60 2 () : § .
HMX-2BP-R1.5-M20 3.0 1.5 45 2.85 20 6 60 2 () =
HMX-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10 6 60 2 o g -g
HMX-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16 6 60 2 () g °
HMX-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20 6 60 2 [ J
HMX-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25 6 60 2 ® 3
HMX-2BP-R2.5-M16 5.0 25 75 4.85 16 6 60 2 () 3’:
HMX-2BP-R2.5-M25 5.0 25 75 4.85 25 6 70 2 () =

@ Stock available O Make-to-order

(I'ool type: HM-2BP-R0.3-M08
Similar product of

Dimensions: R0.3mm End mill HM-2BP-R0.3-M08

company A
Workpiece material: S136(52HRC
P ( ) Cutting time 300min 180min
Rotating speed: 30000r/min
Feed speed: 200mm/min Abra:smn 0.025mm 0.048mm
value

Axial cutting depth: ap=0.02mm
Radial cutting depth: ae=0.04mm
Cutting style: contour machining (mould of car light) Abrasion
Cooling system: air blow condition
Machine tool: MIKRON HSM 800

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

e Allov steel Pre-hardened steel. Hardened steel St Cr\?St irlon, Copper | Aluminum | Titanium Heat
steel oySice steel odular alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O (@) @) O
Codm Graphics category and ide@h Cutting para{eteirg Non-standard custo@
B258 B259 B536-B537 B570-B571

B417
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L 2 U

Profile Radius corner slot

Radius shoulder

\

S EI Picture 1

R
m Picture 2
H

kel
® Wide applications, applicable for several machining conditions. ]
L
\%égg g %g% E 0~-0.020 %
= — W ) & 9 -
Basic dimension(mm) Number of
Type teeth Geometry Stock
D R d H L Z
HMX-4R-D1.0R0.2 1.0 0.2 4 3 50 4 Picture 1 ([ J
HMX-4R-D1.5R0.2 1.5 0.2 4 4 50 4 Picture 1 [ J
HMX-4R-D2.0R0.2 2.0 0.2 4 6 50 4 Picture 1 [ J
HMX-4R-D2.0R0.5 2.0 0.5 4 6 50 4 Picture 1 [ ]
HMX-4R-D2.5R0.2 2.5 0.2 4 8 50 4 Picture 1 ([ J
HMX-4R-D2.5R0.5 2.5 0.5 4 8 50 4 Picture 1 [ ]
HMX-4R-D3.0R0.2 3.0 0.2 4 8 50 4 Picture 1 ([ J
HMX-4R-D3.0R0.5 3.0 0.5 4 8 50 4 Picture 1 [ J
HMX-4R-D4.0R0.2 4.0 0.2 4 10 50 4 Picture 2 [ J
HMX-4R-D4.0R0.3 4.0 0.3 4 10 50 4 Picture 2 [ J
HMX-4R-D4.0R0.5 4.0 0.5 4 10 50 4 Picture 2 [ J
HMX-4R-D5.0R0.2 5.0 0.2 6 13 50 4 Picture 2 [ ]
HMX-4R-D5.0R0.5 5.0 0.5 6 13 50 4 Picture 1 ([ J
HMX-4R-D5.0R1.0 5.0 1.0 6 13 50 4 Picture 1 [ J
HMX-4R-D6.0R0.2 6.0 0.2 6 16 50 4 Picture 2 [ J
HMX-4R-D6.0R0.5 6.0 0.5 6 16 50 4 Picture 2 [ J
HMX-4R-D6.0R1.0 6.0 1.0 6 16 50 4 Picture 2 [ J
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?géli:lg?’ Copper | Aluminum | Titanium re:'iztaatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St¢®l | castiron | @lloy alloy lleyy alloy
©) (@) (@) (@)

Codm Graphics category and idem

B418

B258 B259

Cutting pa@

B538

Non-standard custo@

B570-B571



HMX series for machining high hardness steel -~

L 2 L

Radius shoulder Profile Radius comer slot
~
HMX-4R
Picture 1
Picture 2
® Wide applications, applicable for several machining conditions.
s B @
HMX-4R-D8.0R0.2 8.0 0.2 8 20 60 4 Picture 2 [ J
HMX-4R-D8.0R0.5 8.0 0.5 8 20 60 4 Picture 2 [}
HMX-4R-D8.0R1.0 8.0 1.0 8 20 60 4 Picture 2 [
HMX-4R-D10.0R0.2 10.0 0.2 10 25 75 4 Picture 2 [ J
HMX-4R-D10.0R0.5 10.0 0.5 10 25 75 4 Picture 2 [ J
HMX-4R-D10.0R1.0 10.0 1.0 10 25 75 4 Picture 2 [ J % °
HMX-4R-D10.0R2.0 10.0 2.0 10 25 75 4 Picture 2 [ J M E
HMX-4R-D10.0R3.0 10.0 3.0 10 25 75 4 Picture 2 (] % E
HMX-4R-D12.0R0.2 12.0 0.2 12 30 75 4 Picture 2 [ &
HMX-4R-D12.0R0.5 12.0 0.5 12 30 73 4 Picture 2 [ ] 2
HMX-4R-D12.0R1.0 12.0 1.0 12 30 75 4 Picture 2 [ ] §
HMX-4R-D12.0R2.0 12.0 2.0 12 30 75 4 Picture 2 ° g
HMX-4R-D12.0R3.0 12.0 3.0 12 30 75 4 Picture 2 ° *

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Safiiless CNasé irlon, Copper | Aluminum | Titanium I-[e?t .
steel SYSICS steel L BIETT alloy alloy alloy WEEEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O ©) ©) @)
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁaticD
B259 B538 B570-B571

B419



~———— HMX series for machining high hardness steel

L ¥ U

Radius shoulder Profile Radius comer slot

\
Picture 1
® HMX-4R series with long shank.
e .
) @ ) 9
Basic dimension(mm)
Type teeth Geometry Stock
D R d H L Z
HMX-4RBL-D4.0R0.2S 4.0 0.2 4 10 75 4 Picture 2 [
HMX-4RBL-D4.0R0.2 4.0 0.2 6 10 75 4 Picture 1 [ J
HMX-4RBL-D4.0R0.5S 4.0 0.5 4 10 75 4 Picture 2 [
HMX-4RBL-D4.0R0.5 4.0 0.5 6 10 75 4 Picture 1 [
HMX-4RBL-D6.0R0.2 6.0 0.2 6 16 75 4 Picture 2 [ J
HMX-4RBX-D6.0R0.2 6.0 0.2 6 16 100 4 Picture 2 [
HMX-4RBL-D6.0R0.5 6.0 0.5 6 16 75 4 Picture 2 [ J
HMX-4RBX-D6.0R0.5 6.0 0.5 6 16 100 4 Picture 2 o
e HMX-4RBL-D6.0R1.0 6.0 1.0 6 16 75 4 Picture 2 [ J
;‘ HMX-4RBX-D6.0R1.0 6.0 1.0 6 16 100 4 Picture 2 o
= HMX-4RBM-D8.0R0.2 8.0 0.2 8 20 75 4 Picture 2 [ J
HMX-4RBL-D8.0R0.2 8.0 0.2 8 20 100 4 Picture 2 o
T HMX-4RBM-D8.0R0.5 8.0 0.5 8 20 75 4 Picture 2 [ J
5 HMX-4RBL-D8.0R0.5 8.0 0.5 8 20 100 4 Picture 2 [ J
§_ HMX-4RBM-D8.0R1.0 8.0 1.0 8 20 75 4 Picture 2 [ J
2 HMX-4RBL-D8.0R1.0 8.0 1.0 8 20 100 4 Picture 2 [ J
HMX-4RBL-D10.0R0.2 10.0 0.2 10 25 100 4 Picture 2 [ J
HMX-4RBX-D10.0R0.2 10.0 0.2 10 25 150 4 Picture 2 [ J
HMX-4RBL-D10.0R0.5 10.0 0.5 10 25 100 4 Picture 2 [ J
HMX-4RBX-D10.0R0.5 10.0 0.5 10 25 150 4 Picture 2 [ J
HMX-4RBL-D10.0R1.0 10.0 1.0 10 25 100 4 Picture 2 [ J
HMX-4RBX-D10.0R1.0 10.0 1.0 10 25 150 4 Picture 2 [ J
HMX-4RBL-D10.0R2.0 10.0 2.0 10 25 100 4 Picture 2 [ J
HMX-4RBX-D10.0R2.0 10.0 2.0 10 25 150 4 Picture 2 [
HMX-4RBL-D12.0R0.2 12.0 0.2 12 30 100 4 Picture 2 [ J
HMX-4RBX-D12.0R0.2 12.0 0.2 12 30 150 4 Picture 2 [
HMX-4RBL-D12.0R0.5 12.0 0.5 12 30 100 4 Picture 2 [
HMX-4RBX-D12.0R0.5 12.0 0.5 12 30 150 4 Picture 2 [ J
HMX-4RBL-D12.0R1.0 12.0 1.0 12 30 100 4 Picture 2 [
HMX-4RBX-D12.0R1.0 12.0 1.0 12 30 150 4 Picture 2 [
HMX-4RBL-D12.0R2.0 12.0 2.0 12 30 100 4 Picture 2 [
HMX-4RBX-D12.0R2.0 12.0 2.0 12 30 150 4 Picture 2 [
@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel St C'slsct’irlon, Copper | Aluminum | Titanium H_etat .
steel oySice steel e BLELr alloy alloy alloy esisten
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@) (@) (@) @)
Codm Graphics category and ide@ Cutting pa@ Non-standard custo@
B258 B259 B538 B570-B571

B420



Solid Carbide End Mills

HMX series for machining high hardness steel ——~

4-flute R end mills with straight flo. & LI

Shank and Short cutti ng edge Radius shoulder Profile Radius comer slot
\
HMX-4RF
R
—_— P 2
LH
L
® High-rigidity short edge design, for cutting with high feed rate at high speed.
3?\; 1 g %g&% E 0~-0.020 %
= = W ) & 2 -
Basic dimension(mm) Number of
Type teeth Stock
D R d H L Z
HMX-4RF-D6.0R0.5 6.0 0.5 6 6 50 4 [ J
HMX-4RF-D6.0R1.0 6.0 1.0 6 6 50 4 [ J
HMX-4RF-D8.0R0.5 8.0 0.5 8 8 60 4 [ J
HMX-4RF-D8.0R1.0 8.0 1.0 8 8 60 4 [ J
HMX-4RF-10.0R0.5 10.0 0.5 10 10 75 4 [ J g
HMX-4RF-D10.0R1.0 10.0 1.0 10 10 75 4 [ J § °
HMX-4RF-D10.0R2.0 10.0 2.0 10 10 75 4 [ J M E
HMX-4RF-D12.0R0.5 12.0 0.5 12 12 75 4 [ % §
HMX-4RF-D12.0R1.0 12.0 1.0 12 12 75 4 [ &
HMX-4RF-D12.0R2.0 12.0 2.0 12 12 75 4 [ J

-to-order

n
.0

@

n
x
=
I

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

e Allov steel Pre-hardened steel. Hardened steel Safiiless C’\?séirlon, Copper | Aluminum | Titanium Heat
steel oyBSlce steel L BIETT alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
@) (@) (@) @)
Codek{i Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B538 B570-B571

B421
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~———— HMX series for machining high hardness steel

4-flute R end mills with straight shank,

L 214

long neck and short cutting edge Radusshoulder  Profle  Radius comer sl
~
HMX-4RP
o -——- a
5 H
M
L
o) ot 3%
Basic dimension(mm) Number of
Type teeth Stock
D R d d1 H M L Z
HMX-4RP-D6.0R0.5 6.0 0.5 6 5.8 6 18 75 4 [}
HMX-4RP-D6.0R1.0 6.0 1.0 6 5.8 6 18 75 4 o
HMX-4RP-D8.0R0.5 8.0 0.5 8 7.8 8 24 100 4 [ J
HMX-4RP-D8.0R1.0 8.0 1.0 8 7.8 8 24 100 4 [ ]
HMX-4RP-D10.0R0.5 10.0 0.5 10 9.6 10 30 100 4 °
HMX-4RP-D10.0R1.0 10.0 1.0 10 9.6 10 30 100 4 o
HMX-4RP-D10.0R2.0 10.0 2.0 10 9.6 10 30 100 4 o
HMX-4RP-D12.0R0.5 12.0 0.5 12 11.5 12 36 100 4 o
HMX-4RP-D12.0R1.0 12.0 1.0 12 11.5 12 36 100 4 [ ]
HMX-4RP-D12.0R2.0 12.0 2.0 12 1.5 12 36 100 4 [ ]
HMX-4RP-D16.0R1.0 16.0 1.0 16 155 16 40 150 4 °
HMX-4RP-D16.0R2.0 16.0 2.0 16 155 16 40 150 4 °
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon J— Pre-hardened steel. Hardened steel Stainless Cr\?c?cthijrl(;rrh Copper | Aluminum | Titanium re?i(setaatnt
steel ~40HRC | ~B0HRC | ~55HRC | ~68HRC | S | castiron | 2l0Y alloy alloy alloy
(@) (@) (@) @)

Codm

B422

B258

Graphics category and ide@n

B259

Cutting pa@

B538

Non-standard custo@

B570-B571



HMX series for machining high hardness steel -~

6-flute R end mills with straight shank, long L' Z/ u

nQCk c Short cutting edge and high rigidity Radius shoulder Profile Radius comer slot

~
HMX-6R-MAX
— R
—_— R E—————
ANSN
8y LH]
® High rigidity short cutting edge designed for high cutting L
speed, high feed, high efficient machining
NaeNo D<12 0~0.020 %
% l T!A!XM E 12<D 0--0.030J >
HMX-6R-D6R0.5-MAX 6.0 0.5 6 6 5.8 16 50 6 O
HMX-6R-D8R1.0-MAX 8.0 1.0 8 8 7.8 24 60 6 O
HMX-6R-D10R1.0-MAX 10.0 1.0 10 10 9.8 30 75 6 O
HMX-6R-D12R1.0-MAX 12.0 1.0 12 12 11.5 36 {5 6 O
HMX-6R-D16R1.0-MAX 16.0 1.0 16 16 15.5 48 100 6 O
HMX-6R-D20R1.0-MAX 20.0 1.0 20 20 19.5 50 100 6 O

@ Stock available O Make-to-order

3
-
JE'E
{035
B e
o @
»n

HMX series

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Sefiless CNas(tj irlon, Copper | Aluminum | Titanium H.e?t .
steel SYSICS steel L BIETT alloy alloy alloy WEEEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O ©) ©) @)
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B539 B570-B571

B423



end mills for titanium
machining

@ High flexural strength, can significantly
avoids the risks of premature chipping,
suitable for titanium alloy materials
milling machining

® Polished finish for both flank and rake
face improves the surface smoothness,
reduces friction, reduces cutting force
and temperature, reduces abrasive
wear caused by smearing

® Adopted differential pitch structure
leads to high-efficiency milling
with low vibration.

onger tool life

Machining component: housings and casings
Workpiece material: TC4
Application field Cutting tool: TM-5R-D16.0R0.5 | I
Cutting parameters: S=720r/min,
F=128~160mm/min,

Suitable for Aerospace industries
applications or machining titanium
alloy parts, improve machining SEal e
efficiency for the customers; ae=8~16mm

Suitable for finishing titanium CNC Machine type: planomiller

alloy parts in Aerospace industries
to improve the dimensional accuracy Seltoiiiel B el
of the parts.

Method: Slot milling, Side face milling

Number of workpiece ( pieces )

O S) |

HUNE

Test result: ZCC-CT product processed

6 components, product from A company

“‘Q} ~ e only processed 5 components.
et mn
Y&:é" \



Side face Step shoulder Straight slot
= s s
H
) . . L
® | ong shank, short cutting edge design, suitable for
deep cavity milling .
D<12 0~-0.030
o) o o 4R
o) Aoy To)ser o)
TM-4E-D6.0 6.0 6 16 50 4 [ J
TM-4E-D8.0 8.0 8 20 60 4 ()
TM-4E-D10.0 10.0 10 25 75 4 [
TM-4E-D12.0 12.0 12 30 75 4 ()
TM-4E-D14.0 14.0 14 35 90 4 [ g
=
TM-4E-D16.0 16.0 16 35 90 4 ° £
O
TM-4E-D20.0 20.0 20 45 100 4 ® i3 B
{0 @
TM-4E-D25.0 25.0 25 50 110 4 o »n

@ Stock available O Make-to-order

0
.2
=
[0}
)
=
'_

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel St C’\?s(tj irlon, Copper | Aluminum | Titanium I-[e?t .
steel oySice steel e BLELr alloy alloy alloy (T EN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
@) @) O @} (@}
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B541 B570-B571

B425



~———— TM series for titanium alloy machining

4-flute ball nose end mill Profe Gty Ballosesi
x
TM-4B
R
] |
—— -~
L H
e s e @B
—
TM-4B-R3.0 6.0 3.0 6 9 50 4 [ J
TM-4B-R4.0 8.0 4.0 8 12 60 4 [ J
TM-4B-R5.0 10.0 5.0 10 15 75 4 [ J
TM-4B-R6.0 12.0 6.0 12 18 75 4 [ J
TM-4B-R8.0 16.0 8.0 16 24 85 4 [ J
TM-4B-R10.0 20.0 10.0 20 30 100 4 [ ]

@ Stock available O Make-to-order

w
o 2
S 5
e
ER
:5
» g
)

soues L

B> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material

e Allov steel Pre-hardened steel. Hardened steel Stainless CNas(tj irlon, Copper | Aluminum | Titanium Heat
steel SYSICS steel L BIETT alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O O @) @} (@}
Codm Graphics category and idem Cutting pa@ Non-standard custo{atio:v
B259 B540 B570-B571

B426



L 2 14

Radius shoulder Profile Radius comer slot

\
) ey )| B
Basic dimension(mm) Number of
Type teeth Stock
D R d H L z

TM-4R-D6.0R0.2 6.0 02 6 16 50 4 °

TM-4R-D6.0R0.3 6.0 03 6 16 50 4 °

TM-4R-D6.0R0.5 6.0 05 6 16 50 4 °

TM-4R-D6.0R0.75 6.0 075 6 16 50 4 °

TM-4R-D6.0R1.0 6.0 10 6 16 50 4 ° o
TM-4R-D8.0R0.2 8.0 02 8 20 60 4 ° g =
TM-4R-D8.0R0.3 8.0 0.3 8 20 60 4 ) =23
TM-4R-D8.0R0.5 8.0 0.5 8 20 60 4 ° 38°
TM-4R-D8.0R0.75 8.0 075 8 20 60 4 ° @
TM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 ° 8
TM-4R-D8.0R2.0 8.0 2.0 8 20 60 4 ° =
TM-4R-D10.0R0.2 10.0 02 10 25 75 4 °

TM-4R-D10.0R0.3 10.0 03 10 25 75 4 °

TM-4R-D10.0R0.5 10.0 05 10 25 75 4 °
TM-4R-D10.0R0.75 10.0 0.75 10 25 75 4 °

TM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 °

TM-4R-D10.0R1.5 10.0 15 10 25 75 4 °

TM-4R-D10.0R2.0 10.0 2.0 10 25 75 4 °

TM-4R-D12.0R0.2 12.0 02 12 30 75 4 °

TM-4R-D12.0R0.3 12.0 03 12 30 75 4 °

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon o Pre-hardened steel. Hardened steel Stainless Cr\?c?cthijrl(;rrh Copper | Aluminum | Titanium re?iztaatnt
steel ~40HRC | ~B0HRC | ~55HRC | ~68HRC | S | castiron | 2l0Y alloy alloy alloy
O @] @) © @)
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B540 B570-B571

B427



L 2 14

Radius shoulder Profile Radius comer slot

\
e | faenn o)t <
Basic dimension(mm) Number of
Type teeth Stock
D R d H L Z

TM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 [ J
TM-4R-D12.0R0.75 12.0 0.75 12 30 75 4 [}
TM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 [ J
TM-4R-D12.0R1.5 12.0 1.5 12 30 75 4 [ J
TM-4R-D12.0R2.0 12.0 2.0 12 30 75 4 [ J

% TM-4R-D12.0R2.5 12.0 215 12 30 75 4 [ J
% TM-4R-D12.0R3.0 12.0 3.0 12 30 75 4 [ ]
TM-4R-D14.0R0.2 14.0 0.2 14 35 90 4 [ J

= TM-4R-D14.0R0.3 14.0 0.3 14 35 90 4 °
4 TM-4R-D14.0R0.5 14.0 0.5 14 35 90 4 [ ]
5' TM-4R-D14.0R0.75 14.0 0.75 14 35 90 4 °
TM-4R-D14.0R1.0 14.0 1.0 14 35 90 4 [ J
TM-4R-D14.0R1.5 14.0 1.5 14 35 90 4 [ J
TM-4R-D14.0R2.0 14.0 2.0 14 35 90 4 [ J
TM-4R-D14.0R2.5 14.0 25 14 35 90 4 ([
TM-4R-D14.0R3.0 14.0 3.0 14 35 90 4 ([
TM-4R-D16.0R0.2 16.0 0.2 16 35 90 4 [
TM-4R-D16.0R0.3 16.0 0.3 16 35 90 4 ([
TM-4R-D16.0R0.5 16.0 0.5 16 35 90 4 [

@ Stock available O Make-to-order

B> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material

Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?géli:lg?’ Copper | Aluminum | Titanium re:'i;)taatnt
steel ~40HRC | ~B0HRC | ~55HRC | ~68HRC | S | castiron | 2l0Y alloy alloy alloy
(@) (@) O © ©
Codm Graphics category and ide@n Cutting pa@ Non-standard custo@
B258 B259 B540 B570-B571

B428



TM series for titanium alloy machining-———~

L 2 14

Radius shoulder Profile Radius comer slot

N _i o
20 D<12 0~-0.030
%QJ §r AH@UXN ID 12<D 0~-0.040 %
= = W A — iy
Basic dimension(mm) Number of
Type teeth Stock
D R d H L Z

TM-4R-D16.0R0.75 16.0 0.75 16 35 90 4 [ J

TM-4R-D16.0R1.0 16.0 1.0 16 35 90 4 [ J

TM-4R-D16.0R1.5 16.0 1.5 16 35 90 4 ([ J

TM-4R-D16.0R2.0 16.0 2.0 16 35 90 4 [ J

TM-4R-D16.0R2.5 16.0 25 16 35 90 4 ([ J %
==

TM-4R-D16.0R3.0 16.0 3.0 16 35 90 4 [ J g E
T Q

TM-4R-D16.0R4.0 16.0 4.0 16 35 90 4 (] = 2
‘o @

TM-4R-D20.0R0.2 20.0 0.2 20 45 100 4 (] LN

TM-4R-D20.0R0.3 20.0 0.3 20 45 100 4 (] @

TM-4R-D20.0R0.5 20.0 05 20 45 100 4 ° 2

TM-4R-D20.0R0.75 20.0 0.75 20 45 100 4 ([ J E

TM-4R-D20.0R1.0 20.0 1.0 20 45 100 4 °

TM-4R-D20.0R1.5 20.0 1.5 20 45 100 4 ([ J

TM-4R-D20.0R2.0 20.0 2.0 20 45 100 4 [ J

TM-4R-D20.0R2.5 20.0 25 20 45 100 4 ([ J

TM-4R-D20.0R3.0 20.0 3.0 20 45 100 4 [ J

TM-4R-D20.0R4.0 20.0 4.0 20 45 100 4 ([ J

TM-4R-D25.0R1.0 25.0 1.0 25 50 110 4 [ J

TM-4R-D25.0R2.0 25.0 2.0 25 50 110 4 ([ J

TM-4R-D25.0R3.0 25.0 3.0 25 50 110 4 [ J

TM-4R-D25.0R4.0 25.0 4.0 25 50 110 4 ([ J

TM-4R-D25.0R5.0 25.0 5.0 25 50 110 4 [ J

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

e Allov steel Pre-hardened steel. Hardened steel St C’\?Sct’irlon, Copper | Aluminum | Titanium Heat
steel oySice steel e BLELr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
@] @] O © @)
Codek{i Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B540 B570-B571
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~———— TM series for titanium alloy machining

4-flute R end mills with long neck, L, ,A/ U

Strai A ht S h an k Radius shoulder Profile Radius comer slot
\
R
‘ —
°| f-—————— - ——— <o
o B H
M
L
e | BAIeN o) ol
- - —J w —) — — —
Basic dimension(mm) Number of
Type teeth Stock
D R d d1 H M L Z

TM-4RP-D8.0R0.5 8.0 0.5 8 7.4 16 25 75 4 [ J
TM-4RP-D8.0R1.0 8.0 1.0 8 7.4 16 25 75 4 [
TM-4RP-D10.0R0.5 10.0 0.5 10 9.4 20 32 75 4 [ J
TM-4RP-D10.0R1.0 10.0 1.0 10 9.4 20 32 75 4 [ J
TM-4RP-D10.0R2.0 10.0 2.0 10 9.4 20 32 75 4 [

g TM-4RP-D10.0R3.0 10.0 3.0 10 9.4 20 32 75 4 [ ]
% TM-4RP-D12.0R0.5 12.0 0.5 12 1.4 24 40 90 4 [
TM-4RP-D12.0R1.0 12.0 1.0 12 1.4 24 40 90 4 [

E TM-4RP-D12.0R2.0 12.0 2.0 12 1.4 24 40 90 4 [ J
4 TM-4RP-D12.0R3.0 12.0 3.0 12 1.4 24 40 90 4 [
é- TM-4RP-D16.0R0.5 16.0 0.5 16 15.0 32 50 100 4 [ J
TM-4RP-D16.0R1.0 16.0 1.0 16 15.0 32 50 100 4 [ J
TM-4RP-D16.0R2.0 16.0 2.0 16 15.0 32 50 100 4 [ J
TM-4RP-D16.0R3.0 16.0 3.0 16 15.0 32 50 100 4 [ J
TM-4RP-D20.0R0.5 20.0 0.5 20 19.0 35 60 110 4 [ J
TM-4RP-D20.0R1.0 20.0 1.0 20 19.0 35 60 110 4 [ J
TM-4RP-D20.0R2.0 20.0 2.0 20 19.0 35 60 110 4 [ J
TM-4RP-D20.0R3.0 20.0 3.0 20 19.0 35 60 110 4 o
TM-4RP-D25.0R1.0 25.0 1.0 25 24.0 45 75 150 4 [ J
TM-4RP-D25.0R2.0 25.0 2.0 25 24.0 45 75 150 4 [
TM-4RP-D25.0R3.0 25.0 3.0 25 24.0 45 75 150 4 [ J
TM-4RP-D25.0R4.0 25.0 4.0 25 24.0 45 75 150 4 [
TM-4RP-D25.0R5.0 25.0 5.0 25 24.0 45 75 150 4 [ J

@ Stock available O Make-to-order

B> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material

Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?géliﬂg?’ Copper | Aluminum | Titanium re:'iztaatnt
steel ~40HRC | ~B0HRC | ~55HRC | ~68HRC | S | castiron | 2l0Y alloy alloy alloy
(@) (@) O © ©
Codm Graphics category and idem Cutting pa@ Non-standard custo@
B258 B259 B540 B570-B571
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TM series for titanium alloy machining-———~

L v U

Radius shoulder Profile Radius comer slot
\
TM-5R
N
I ¢
3 W N
L
) Baenm )rros R
E — @& 3 &= . S J
Basic dimension(mm) Number of
Type teeth Stock
D R d H L z
TM-5R-D6.0R0.2 6.0 0.2 6 16 50 5 O
TM-5R-D6.0R0.3 6.0 0.3 6 16 50 5 @)
TM-5R-D6.0R0.5 6.0 0.5 6 16 50 5 O
TM-5R-D6.0R0.75 6.0 0.75 6 16 50 5 @)
TM-5R-D6.0R1.0 6.0 1.0 6 16 50 5 O
TM-5R-D8.0R0.2 8.0 0.2 8 20 60 5 O
TM-5R-D8.0R0.3 8.0 0.3 8 20 60 5 O
TM-5R-D8.0R0.5 8.0 0.5 8 20 60 5 @) .
TM-5R-D8.0R0.75 8.0 0.75 8 20 60 5 O § °
TM-5R-D8.0R1.0 8.0 1.0 8 20 60 5 O 'S E
TM-5R-D8.0R2.0 8.0 2.0 8 20 60 5 O % g
TM-5R-D10.0R0.2 10.0 0.2 10 25 75 5 O &
TM-5R-D10.0R0.3 10.0 0.3 10 25 75 5 O 3
TM-5R-D10.0R0.5 10.0 0.5 10 25 75 5 @) g
TM-5R-D10.0R0.75 10.0 0.75 10 25 75 5 O E
TM-5R-D10.0R1.0 10.0 1.0 10 25 75 5 @)
TM-5R-D10.0R1.5 10.0 1.5 10 25 75 5 O
TM-5R-D10.0R2.0 10.0 2.0 10 25 75 5 O
TM-5R-D12.0R0.2 12.0 0.2 12 30 75 5 O
TM-5R-D12.0R0.3 12.0 0.3 12 30 75 5 O
TM-5R-D12.0R0.5 12.0 0.5 12 30 75 5 O
TM-5R-D12.0R0.75 12.0 0.75 12 30 75 5 O
TM-5R-D12.0R1.0 12.0 1.0 12 30 75 5 O
TM-5R-D12.0R1.5 12.0 1.5 12 30 75 5 O
TM-5R-D12.0R2.0 12.0 2.0 12 30 75 5 O
TM-5R-D12.0R2.5 12.0 25 12 30 75 5 O
TM-5R-D12.0R3.0 12.0 3.0 12 30 75 5 O
TM-5R-D14.0R0.2 14.0 0.2 14 35 90 5 O
TM-5R-D14.0R0.3 14.0 0.3 14 35 90 5 O
TM-5R-D14.0R0.5 14.0 0.5 14 85 90 5 O
TM-5R-D14.0R0.75 14.0 0.75 14 35 90 5 O
B> Applicable workpiece material table OVery suitable OSuitable ® Stock available O Make-to-order
Workpiece material
Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless C,\?jéliﬁg?’ Copper | Aluminum | Titanium re?iztaatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | @lloY 22y ele)] alloy
(@) O @) (@) O
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B542 B570-B571
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L v 18

Radius shoulder Profile Radius comer slot

N

SEESEESENN\E

5 T 0w

L
0N g D<12 0~-0.030
QQ & AH@UXH ID 12<D 0~-0.040
——— W - 3 S
Basic dimension(mm) Number of
Type teeth Stock
D R d H L Z
TM-5R-D14.0R1.0 14.0 1.0 14 35 90 5 @)
TM-5R-D14.0R1.5 14.0 15 14 35 90 5 @)
TM-5R-D14.0R2.0 14.0 2.0 14 35 90 5 @)
TM-5R-D14.0R2.5 14.0 2.5 14 35 90 5 O
TM-5R-D14.0R3.0 14.0 3.0 14 35 90 5 O
TM-5R-D16.0R0.2 16.0 0.2 16 35 90 5 @)
TM-5R-D16.0R0.3 16.0 0.3 16 35 90 5 O
TM-5R-D16.0R0.5 16.0 0.5 16 35 90 5 O
® TM-5R-D16.0R0.75 16.0 0.75 16 35 90 5 O
=]

;' TM-5R-D16.0R1.0 16.0 1.0 16 35 90 5 @)
z TM-5R-D16.0R1.5 16.0 15 16 35 90 5 O
TM-5R-D16.0R2.0 16.0 2.0 16 35 90 5 @)
E TM-5R-D16.0R2.5 16.0 25 16 35 90 5 O
4 TM-5R-D16.0R3.0 16.0 3.0 16 35 90 5 O
2 TM-5R-D16.0R4.0 16.0 4.0 16 35 90 5 0
TM-5R-D20.0R0.2 20.0 0.2 20 45 100 5 O
TM-5R-D20.0R0.3 20.0 0.3 20 45 100 5 O
TM-5R-D20.0R0.5 20.0 0.5 20 45 100 5 O
TM-5R-D20.0R0.75 20.0 0.75 20 45 100 5 O
TM-5R-D20.0R1.0 20.0 1.0 20 45 100 5 O
TM-5R-D20.0R1.5 20.0 1.5 20 45 100 5 O
TM-5R-D20.0R2.0 20.0 2.0 20 45 100 5 O
TM-5R-D20.0R2.5 20.0 25 20 45 100 5 @)
TM-5R-D20.0R3.0 20.0 3.0 20 45 100 5 O
TM-5R-D20.0R4.0 20.0 4.0 20 45 100 5 @)
TM-5R-D25.0R1.0 25.0 1.0 25 50 110 5 @)
TM-5R-D25.0R2.0 25.0 2.0 25 50 110 5 @)
TM-5R-D25.0R3.0 25.0 3.0 25 50 110 5 @)
TM-5R-D25.0R4.0 25.0 4.0 25 50 110 5 @)
TM-5R-D25.0R5.0 25.0 5.0 25 50 110 5 O

@ Stock available O Make-to-order

B> Applicable workpiece material table OVery suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless C'\?séirlon, Copper | Aluminum | Titanium Hetat .
steel QYEIEE steel oo alloy alloy alloy Esistay
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O O @) (@) (@)}
Codm Graphics category and ide@n Cutting pa@ Non-standard custo@
B258 B259 B542 B570-B571
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TM series for titanium alloy machining-——~

L 2 U

Radius shoulder Profile Radius comer slot

~

: SEESEENNG

g ST SN SV é H "R

L

ey To)sreus g
——

TM-6R-D10.0R1.0 10.0 1.0 10 25 75 6 o
TM-6R-D10.0R2.0 10.0 20 10 25 75 6 o)
TM-6R-D12.0R1.0 12,0 1.0 12 30 75 6 o)
TM-6R-D12.0R2.0 12.0 20 12 30 75 6 o)
TM-6R-D12.0R3.0 12,0 3.0 12 30 75 6 o)
TM-6R-D14.0R1.0 14.0 1.0 14 35 90 6 o)
TM-6R-D14.0R2.0 14.0 20 14 35 90 6 o)
TM-6R-D14.0R3.0 14.0 3.0 14 35 90 6 o) ‘s
TM-6R-D16.0R1.0 16.0 1.0 16 35 9 6 o % =
TM-6R-D16.0R2.5 16.0 25 16 35 9 6 O T
TM-6R-D16.0R4.0 16.0 4.0 16 35 90 6 o Ch
TM-6R-D20.0R1.0 20.0 1.0 20 45 100 6 O 2
TM-6R-D20.0R2.5 20.0 25 20 45 100 6 O g
TM-6R-D20.0R4.0 200 4.0 20 45 100 6 o) =
TM-6R-D25.0R1.0 25.0 1.0 25 50 10 6 o)
TM-6R-D25.0R2.5 25.0 25 25 50 10 6 o)
TM-6R-D25.0R4.0 25.0 4.0 25 50 10 6 o)

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

e Allov steel Pre-hardened steel. Hardened steel Stainless C’\?s(tj irlon, Copper | Aluminum | Titanium Heat
steel oySice steel e BLELr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
@) @) O @} (@}
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁaticD
B259 B543 B570-B571
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series
for copper machining

Outstanding NM milling series, let
copper&alloys of copper machining

wonderful!

With super sharp edge,most suitable for high precision machining

of copper&alloy of copper.

fiction coefficient,can realize light cutting processing circle, long

With CrN coating which own good lubricating property and small

tool life and high quality machined surface.

Abrasion on rear face of tools(mm)

Fiction Oxidizing

Coat Hiardness{Eh iRt temperature(C°)

1800 0.25 700
2200 0.4 500
2700 0.3 400
2800 0.3 800

Tool: NM-2B-R3.0

Dimension: R3.0mm

workpiece material: C1100

Rotating speed: 8000r/min (150m/min)

Feed speed: 1200mm/min (0.15mm/r)

Axial cutting depth: ap=0.3mm

Radial cutting depth : ae=0.6mm

Cutting style: face milling(down milling) Cooling
system : air cooling

Machine: MIKRON UCP 1000

M Copper alloy machining with ballnose endmill

100 150
Length of cutting(m)

combined with

Strengthness

substrate

—o— NM-2B-R3.(
—sa— Products of co



Side face Step shoulder Straight slot
. UH ’’’’’’’’’ — S 3[ Picture 1
q'l -~ ﬁ 10° H
{ L
Ul {H* ********* . *Dl Picture 2
® Very suitable for slotting. H [
® Sharp edge,can realize high quality surface. L
D | 0~-0.020
s oy = @
NM-2E-D1.0 1.0 4 3 50 2 Picture 1 O
NM-2E-D2.0 2.0 4 6 50 2 Picture 1 O
NM-2E-D3.0 3.0 6 8 50 2 Picture 1 O
NM-2E-D4.0 4.0 6 1 50 2 Picture 1 O
NM-2E-D5.0 5.0 6 13 50 2 Picture 1 O 8
-
NM-2E-D6.0 6.0 6 16 50 2 Picture 2 O £
NM-2E-D8.0 8.0 8 20 60 2 Picture 2 O '; 2
o O
NM-2E-D10.0 10.0 10 25 75 2 Picture 2 O \ 0%
NM-2E-D12.0 12.0 12 30 75 2 Picture 2 O

@ Stock available O Make-to-order

n
.2
@
»n
=
=z

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Sefiless CNas(tj irlon, Copper | Aluminum | Titanium H.e?t .
steel SYSICS steel L BIETT alloy alloy alloy WEEEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(©) O
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B544 B570-B571
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Side face Step shoulder Straight slot

~

NM-4E

U]{*——*f/* 0] Picture 1

® Very suitable for slotting. o~ gw Picture 2

® Sharp edge,can realize high quality surface. H

o) foty ) B

NM-4E-D3.0 3.0 6 8 50 4 Picture 1 O
NM-4E-D4.0 4.0 6 11 50 4 Picture 1 O
NM-4E-D5.0 5.0 6 13 50 4 Picture 1 O
NM-4E-D6.0 6.0 6 16 50 4 Picture 2 O
@ NM-4E-D8.0 8.0 8 20 60 4 Picture 2 O
o =
38 NM-4E-D10.0 10.0 10 25 75 4 Picture 2 O
o
=4 8 NM-4E-D12.0 120 12 30 75 4 Picture 2 o
» =
) @ Stock available O Make-to-order
=
=
w
@
z
"
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carba Alloy steel Pre-hardened steel. Hardened steel Stainless C’\?s(tjirlon, Copper | Aluminum | Titanium Heat
steel SYSIES steel X RIEL alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@} O
Codm Graphics category and idem Cutting pa@ Non-standard custo{atio:v
B259 B545 B570-B571
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Solid Carbide End Mills

NM series for copper machining -~

2-flute flattened end mills with straight

Deep flattened slot

shank, long neck and short cutting edge

\
NM-2EP
e ol TS E:[
e 10° K 5 N H
® Suitable for profile milling. L
©® Workpiece surface is excellent after machining.
D<1imm 1mm<D
- o
= [y B @) @
Basic dimension(mm) Number of
Type teeth Stock
D d H M d1 L Z

NM-2EP-D0.5-M04 05 4 07 4 0.45 50 2 @)
NM-2EP-D0.5-M06 0.5 4 0.7 6 0.45 50 2 O
NM-2EP-D0.5-M08 05 4 07 8 0.45 50 2 o)
NM-2EP-D0.8-M04 0.8 4 1.2 4 075 50 2 o)
NM-2EP-D0.8-M06 0.8 4 1.2 6 0.75 50 2 O
NM-2EP-D0.8-M08 0.8 4 1.2 8 0.75 50 2 O
NM-2EP-D0.8-M10 0.8 4 1.2 10 075 50 2 o) =
NM-2EP-D1.0-M04 1.0 4 15 4 0.95 50 2 O E2
NM-2EP-D1.0-M06 10 4 15 6 0.95 50 2 o g -g
NM-2EP-D1.0-M08 10 4 15 8 0.95 50 2 O B
NM-2EP-D1.0-M10 1.0 4 15 10 0.95 50 2 @) ‘
NM-2EP-D1.0-M12 1.0 4 1.5 12 0.95 50 2 O '%

3
NM-2EP-D1.0-M14 1.0 4 15 14 0.95 50 2 ¢) s
NM-2EP-D1.5-M08 1.5 4 2.3 8 1.45 50 2 O =
NM-2EP-D1.5-M16 15 4 23 16 1.45 50 2 0
NM-2EP-D2.0-M06 2.0 4 3.0 6 1.95 50 2 O
NM-2EP-D2.0-M08 2.0 4 3.0 8 1.95 50 2 @)
NM-2EP-D2.0-M10 2.0 4 3.0 10 1.95 50 2 O
NM-2EP-D2.0-M12 2.0 4 3.0 12 1.95 50 2 O
NM-2EP-D2.0-M14 2.0 4 3.0 14 1.95 50 2 o)
NM-2EP-D2.0-M16 2.0 4 3.0 16 1.95 50 2 O
NM-2EP-D2.5-M10 25 4 3.7 10 2.4 50 2 O
NM-2EP-D2.5-M20 25 4 37 20 24 60 2 o)
NM-2EP-D3.0-M10 3.0 6 4.5 10 2.85 50 2 O
NM-2EP-D3.0-M20 3.0 6 4.5 20 2.85 60 2 O
NM-2EP-D4.0-M16 4.0 6 6.0 16 3.85 60 2 O
NM-2EP-D4.0-M25 4.0 6 6.0 25 3.85 60 2 @)
NM-2EP-D5.0-M16 5.0 6 7.5 16 4.85 60 2 O
NM-2EP-D5.0-M25 5.0 6 75 25 4.85 70 2 o)

B> Applicable workpiece material table Overy suitable OSuitable ® Stock avallable O Make-to-order
Workpiece material
Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?gélijg:’ Copper | Aluminum | Titanium | e:liztaatnt
steel ~40HRC | ~B0HRC | ~55HRC | ~68HRC | S | castiron | 2l0Y alloy alloy alloy
© (@)
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B546 B570-B571
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o/

Profile Cavity Ball nose slot
NM-2B A
1::] ————— ; —i - o] Picture 1
10°C H
L
R
PN i
. ) - o f—- [a) Picture 2
® Suitable for profile milling. ] 1 s o
® Workpiece surface is excellent after machining. L
B5°S l Q’NJ D | 0~-0.020 R/) R*001 J @
o) B T)eem | ®)
NM-2B-R0.5 1.0 0.5 4 2 50 2 Picture 1 (@)
NM-2B-R0.75 1.5 0.75 4 3 50 2 Picture 1 O
NM-2B-R1.0 2.0 1.0 4 4 50 2 Picture 1 O
NM-2B-R1.25 25 1.25 4 5 50 2 Picture 1 O
NM-2B-R1.5 3.0 1.5 6 6 50 2 Picture 1 O
g NM-2B-R1.75 3.5 1.75 6 8 50 2 Picture 1 (@)
o =2
22! NM-2B-R2.0 4.0 2.0 6 8 50 2 Picture 1 O
o
=4 8 NM-2B-R2.5 5.0 25 6 10 50 2 Picture 1 O
-y NM-2B-R3.0 6.0 3.0 6 12 50 2 Picture 2 O
NM-2B-R4.0 8.0 4.0 8 16 60 2 Picture 2 O
=
= NM-2B-R5.0 10.0 5.0 10 20 75 2 Picture 2 (@)
w
%_ NM-2B-R6.0 12.0 6.0 12 24 75 2 Picture 2 O
@ @ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | Ao steel Pre-hardened steel. Hardened steel Stainless C’\?;tjlijrlc;r:, Copper | Aluminum | Titanium relgizta;nt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron |  2lOY glEd ey alloy
@) O
Codm Graphics category and idem Cutting pa@ Non-standard custo{atio:v
B259 B547 B570-B571
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NM series for copper machining -~

2-flute ball nose end mills with straight m

shank, long neck and short cutting edge Deep il o s
\
NM-2BP . ]
i — /|
— [ [t
10°&\/ LH_|
M
® Very suitable for copper electrode three dimensional machining. L
| BCrhl| To)eom| mHmrnss A
= W= E 4 = a9 >
Basic dimension(mm) Number of
Type teeth Stock
D R H d1 M d L Z
NM-2BP-R0.25-M04 05 0.25 0.7 0.45 4 4 50 2 @)
NM-2BP-R0.25-M06 05 0.25 0.7 0.45 6 4 50 2 @)
NM-2BP-R0.3-M04 0.6 0.3 0.9 0.55 4 4 50 2 @)
NM-2BP-R0.3-M06 0.6 03 0.9 0.55 6 4 50 2 @)
NM-2BP-R0.3-M08 06 03 0.9 0.55 8 4 50 2 @)
NM-2BP-R0.4-M04 08 0.4 1.2 0.75 4 4 50 2 @)
NM-2BP-R0.4-M06 0.8 0.4 1.2 075 6 4 50 2 @) o
NM-2BP-R0.4-M08 0.8 0.4 1.2 075 8 4 50 2 @) g 2
NM-2BP-R0.4-M10 08 0.4 12 0.75 10 4 50 2 @) '8 =
NM-2BP-R0.5-M04 1.0 0.5 15 0.95 4 4 50 2 O 25
NM-2BP-R0.5-M06 1.0 0.5 15 0.95 6 4 50 2 o &
NM-2BP-R0.5-M08 1.0 05 15 0.95 8 4 50 2 @) 8
NM-2BP-R0.5-M10 1.0 05 15 0.95 10 4 50 2 @) 3
NM-2BP-R0.5-M12 1.0 0.5 15 0.95 12 4 50 2 @) =
NM-2BP-R0.75-M08 15 0.75 2.3 1.45 8 4 50 2 @)
NM-2BP-R0.75-M16 1.5 0.75 2.3 1.45 16 4 50 2 @)
NM-2BP-R1.0-M06 2.0 1.0 3.0 1.95 6 4 50 2 o)
NM-2BP-R1.0-M08 2.0 1.0 3.0 1.95 8 4 50 2 @)
NM-2BP-R1.0-M10 20 1.0 3.0 1.95 10 4 50 2 @)
NM-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12 4 50 2 @)
NM-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16 4 50 2 @)
NM-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20 4 60 2 @)
NM-2BP-R1.5-M10 3.0 15 45 2.85 10 6 50 2 @)
NM-2BP-R1.5-M20 3.0 15 45 2.85 20 6 60 2 @)
NM-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10 6 60 2 @)
NM-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16 6 60 2 @)
NM-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20 6 60 2 @)
NM-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25 6 60 2 @)
NM-2BP-R2.5-M16 5.0 25 75 485 16 6 60 2 @)
NM-2BP-R2.5-M25 5.0 25 75 4.85 25 6 70 2 @)

@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Allov steel Pre-hardened steel. Hardened steel Safiiless C’\?séirlon, Copper | Aluminum | Titanium Heat .
steel oyBSlce steel L BIETT alloy alloy alloy TRRIBIEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@} O
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B548 B570-B571
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B440

Chip pocket with unique s
exerts excellent performa
even in slot and cavity

machining.

L} Sharp cutting edge and large
helical angle design effectively
prevent built-up edge. £

Anti-vibration design of whole
edge can suppress the chattering
during machining and improve
Tool type: AL-3E-D6.0 surface quahty
Dimensions: @6.0mm

Workpiece material: LC4

Rotating speed: 13000r/min (250m/min)
Feed speed: 1950mm/min (0.15mm/r)
Axial cutting depth: ap=9.0mm

Radial cutting depth: ae=1.0mm

Cutting style: Complicated cavity machining
Cooling system: air blow

Machine tool: MIKRON UCP 1000

Even the complicated machining of thin-
wall cavity parts can be achieved easily.



Side face Step shoulder Straight slot

~

AL-2E

= 1 1= [a]

{ Picture 1
—_— e
2 | L
[a) Picture 2

® Good chip removal performance, high machining efficiency.

D D=12 0~0020 L
‘J 12<D 0~-0.030
—y

AL-2E-D1.0 1.0 4 3 50 2 Picture 1 [ ]
AL-2E-D1.5 1.5 4 4 50 2 Picture 1 [ J
AL-2E-D2.0 2.0 4 6 50 2 Picture 1 [ J
AL-2E-D2.5 2.5 4 7 50 2 Picture 1 [ J
AL-2E-D3.0 3.0 6 9 50 2 Picture 1 [ ] ®
AL-2E-D4.0 40 6 12 50 2 Picture 1 ° 52
AL-2E-D5.0 5.0 6 15 50 2 Picture 1 [ J ;g 'E
AL-2E-D6.0 6.0 6 18 60 2 Picture 2 ° Ch
AL-2E-D8.0 8.0 8 20 60 2 Picture 2 [ ] ®
AL-2E-D10.0 10.0 10 30 75 2 Picture 2 [ '%
AL-2E-D12.0 12.0 12 32 75 2 Picture 2 [ ] ;
AL-2E-D16.0 16.0 16 45 100 2 Picture 2 [ J
AL-2E-D20.0 20.0 20 45 100 2 Picture 2 [
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Csatreb;n Alloy steel Pre-hardened steel. Hardened steel Stglgﬁss C,\lag(tjliﬁgr:, C;ﬁ)(?;r Aluarﬂg;lum m;ﬂ)i;m re?iggnt
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(©)
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B549
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= AL/ALG series for machining aluminum

2-flute flattened end mills with straight

shank and long cutting edge Stelce  Sepstouder  Stmighsl
I =o : ] —— e A
O e e e f( " Picture 1
L
SH—— -0 )
® AL-2E series with long cutting edge. b 1 Picture 2
% b | D<12 0~-o.020J @ L
‘J I 12<D 0~-0.030
—y

AL-2EL-D3.0 3.0 6 12 60 2 Picture 1 [ )

AL-2EL-D4.0 4.0 6 16 60 2 Picture 1 [ ]

AL-2EL-D5.0 5.0 6 20 60 2 Picture 1 [ )

AL-2EL-D6.0 6.0 6 25 75 2 Picture 2 [ ]

AL-2EL-D8.0 8.0 8 32 75 2 Picture 2 [ J

AL-2EL-D10.0 10.0 10 45 100 2 Picture 2 [ J

AL-2EL-D12.0 12.0 12 45 100 2 Picture 2 [ ]

AL-2EL-D16.0 16.0 16 65 150 2 Picture 2 [ ]

AL-2EL-D20.0 20.0 20 75 150 2 Picture 2 [ )

@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon Al | Pre-hardened steel. Hardened steel Stainless CNas(tj irlon, Copper | Aluminum | Titanium Heat
steel oy stee steel L BIETT alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@}

B442

Codm

Graphics category and idem

Cutting pa@

B549

Non-standard custo{atio:v



Side face Step shoulder Straight slot
I oS rewen
N T 10°%C H
' L
= = el e e B
® Qutstanding cutting performance with no chattering, achieving U] ] ’*’*’*’*%E Picture 2
high-precision machining. H
L
% ID D<12 o~-o.ozoJ %
J 12<D 0~-0.030
o~
AL-3E-D1.0 1.0 4 3 50 3 Picture 1 [ )
AL-3E-D1.5 1.5 4 4 50 8 Picture 1 [ ]
AL-3E-D2.0 2.0 4 6 50 3 Picture 1 @
AL-3E-D2.5 2.5 4 7 50 3 Picture 1 [ )
AL-3E-D3.0 3.0 6 9 50 3 Picture 1 [ ] o
B
AL-3E-D4.0 40 6 12 50 3 Picture 1 ° = é’
AL-3E-D5.0 5.0 6 15 50 3 Picture 1 ° Lo o
'S o
AL-3E-D6.0 6.0 6 18 60 3 Picture 2 ° '3
AL-3E-D8.0 8.0 8 20 60 3 Picture 2 [ ) o
(0]
AL-3E-D10.0 10.0 10 30 75 3 Picture 2 () b
(2]
AL-3E-D12.0 12.0 12 32 75 3 Picture 2 ® =
AL-3E-D16.0 16.0 16 45 100 3 Picture 2 [ )
AL-3E-D20.0 20.0 20 45 100 3 Picture 2 ®
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon R Pre-hardened steel. Hardened steel Stainless Cr\?géliﬂg?’ Copper | Aluminum | Titanium regizgnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2lOY &l U alloy
@)
Codm Graphics category and ide@ioﬁ Cutting para{eteg Non-standard custoﬁatitD
B259 B550 B570-B571

B443
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= AL/ALG series for machining aluminum

3-flute flattened end mills with straight

shank and long cutting edge Stefac  Sepsnouder Sttt
’ L H ]
L
’*’*’*’*@&E Picture 2
® AL-3E series with long cutting edge. L H ]
L
% ID ] D<12 o~-0.020J %
J 12<D 0~-0.030
—
AL-3EL-D3.0 3.0 6 12 60 3 Picture 1 [ ]
AL-3EL-D4.0 4.0 6 16 60 3 Picture 1 [ J
AL-3EL-D5.0 5.0 6 20 60 3 Picture 1 [ ]
AL-3EL-D6.0 6.0 6 25 75 3 Picture 2 o
AL-3EL-D8.0 8.0 8 32 75 3 Picture 2 [ ]
AL-3EL-D10.0 10.0 10 45 100 3 Picture 2 [ ]
AL-3EL-D12.0 12.0 12 45 100 3 Picture 2 [}
AL-3EL-D16.0 16.0 16 65 150 3 Picture 2 [}
AL-3EL-D20.0 20.0 20 75 150 3 Picture 2 [ ]
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
e Al | Pre-hardened steel. Hardened steel Stainless CNas(tj irlon, Copper | Aluminum | Titanium Heat
steel oy stee steel L BIETT alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@}

B444

Codm

Graphics category and idem

Cutting pa@

B550

Non-standard custo{atio:v



AL/ALG series for machining aluminum -~

« B3 18

Profile Cavity Ball nose slot
~
AL-2B
R
— - .U[ { 7,7,7,7,7,{71 EI Picture 1
10°%C H
L
R
'UI 1T— z(:\ 'Ol Picture 2
® Suitable for profile milling aluminum alloy. . H
AL-2B-R1.0 2.0 1.0 6 4 60 2 Picture 1 [ ]
AL-2B-R1.5 3.0 1.5 6 6 60 2 Picture 1 [ ]
AL-2B-R2.0 4.0 2.0 6 8 60 2 Picture 1 [ ]
AL-2B-R2.5 5.0 2.5 6 10 60 2 Picture 1 [}
AL-2B-R3.0 6.0 3.0 6 12 60 2 Picture 2 [} : § ”
AL-2B-R4.0 8.0 4.0 8 16 75 2 Picture 2 ® 2 E
AL-2B-R5.0 10.0 5.0 10 20 75 2 Picture 2 ° o2
AL-2B-R6.0 12.0 6.0 12 24 75 2 Picture 2 ° 8"

@ Stock available O Make-to-order

[}
2
=
@
(2]
-
<

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Sefiless CNas(tj irlon, Copper | Aluminum | Titanium H.e?t .
steel SYSICS steel L BIETT alloy alloy alloy WEEEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(©)
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B551 B570-B571

B445



= AL/ALG series for machining aluminum

3-flute flattened end mills with straight

shank and co rrugated edges Sdeface  Stepshoulder  Staightsiot
'cl —{ ———————————— — 0
L H
® For rough machining of Al alloy.
% D D<6 0~-0.048 6<D<10 0~-0.058 @
J 10<D<18 0~-0.07 18<D 0~-0.084
D >
AL-3W-D6.0 6.0 6 16 50 3 [ )
AL-3W-D8.0 8.0 8 20 60 3 [ ]
AL-3W-D10.0 10.0 10 25 75 3 [ J
AL-3W-D12.0 12.0 12 30 75 3 [ J
AL-3W-D16.0 16.0 16 45 100 3 [ ]
AL-3W-D20.0 20.0 20 45 100 5 [ ]

@ Stock available O Make-to-order

©
]
o
]
o

sales Ty

B> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Sefiless CNas(’;irlon, Copper | Aluminum | Titanium H.e?t .
steel wye=s steel L BIETT alloy alloy alloy WEEEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(©)
Codm Graphics category and idem Cutting pa@ Non-standard custo@
B259 B552 B570-B571

B446



AL/ALG series for machining aluminum -———~

L 20U

2-flute R end mills with straight shank

Radius shoulder ~ Profle  Radius comer slot
~
AL-2R-AIR
R
_— S —— R
o H
M
® Very suitable for super high speed milling of Al workpiece. L
el
=
Basic dimension(mm) Number of
Type teeth Stock
D R d d1 H M L Z

AL-2R-D6.0R1.0- AIR 6.0 1.0 6 55 7 20 57 2 (@)
AL-2R-D8.0R1.0- AIR 8.0 1.0 8 7.4 9 26 63 2 (@)
AL-2R-D10.0R1.0- AIR 10.0 1.0 10 9.2 1" 31 72 2 @)
AL-2R-D10.0R2.0- AIR 10.0 2.0 10 9.2 11 31 72 2 O
AL-2R-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 37 83 2 O V@
AL-2R-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 37 83 2 O 3 =
AL-2R-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 37 83 2 O g 'g
AL-2R-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 43 92 2 e Ch
AL-2R-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 43 92 2 O "

(0]
AL-2R-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 43 92 2 (@) 5
AL-2R-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 43 92 2 @) 2
AL-2R-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 53 104 2 @)
AL-2R-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 53 104 2 O

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?gémg?’ Copper | Aluminum | Titanium re:'iztaatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St¢®l | castiron | @lloy alloy lleyy alloy
(@)
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B553 B570-B571

B447
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L 2 LS

Radius shoulder ~ Profle  Radius comer slot
)
R
s
5 |H
M
o o
Basic dimension(mm) Number of
Type teeth Stock
D R d di H M L Z
AL-2RL-D6.0R1.0- AIR 6.0 1.0 6 5.5 7 43 80 2 O
AL-2RL-D8.0R1.0- AIR 8.0 1.0 8 7.4 9 53 90 2 @)
AL-2RL-D10.0R1.0- AIR 10.0 1.0 10 9.2 11 59 100 2 O
AL-2RL-D10.0R2.0- AIR 10.0 2.0 10 9.2 11 59 100 2 @)
AL-2RL-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 74 120 2 O
AL-2RL-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 74 120 2 O
AL-2RL-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 74 120 2 O
AL-2RL-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 84 140 2 @)
AL-2RL-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 84 140 2 O
AL-2RL-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 84 140 2 @)
AL-2RL-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 84 140 2 O
AL-2RL-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 89 140 2 @)
AL-2RL-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 89 140 2 O
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?géli:g:’ Copper | Aluminum | Titanium | e:liztaatnt
steel ~40HRC | ~B0HRC | ~55HRC | ~68HRC | S | castiron | 2l0Y alloy alloy alloy
@)

Codm

B258

B448

Graphics category and ide@n

B259

Cutting pa@

Non-standard custo@

B553

B570-B571



L & LS

Radius comner slot

Radius shoulder

Profile

\
R
~~~~~~~ BEENE
= IH
. M
® Very suitable for super high speed milling of Al workpiece.
% E 0-0.030 %
4J s
AL-3R-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 37 83 3 O
AL-3R-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 37 83 3 O
AL-3R-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 37 83 3 O
AL-3R-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 43 92 3 O
AL-3R-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 43 92 3 O
AL-3R-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 43 92 3 O
AL-3R-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 43 92 3 (@)
AL-3R-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 53 104 3 O
AL-3R-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 53 104 3 O
AL-3R-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 53 104 3 O
AL-3R-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 53 104 3 @)
AL-3R-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 53 104 3 (@)
AL-3R-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 53 104 3 O
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Csat;b;n Alloy steel Pre-hardened steel. Hardened steel Stg,i[gﬁss C’\lagé1 :ﬁg? C;ﬁ)(?;r Aluamg;,um 'I'lt;\lﬂ)i;m regizgnt
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(©)
Codm Graphics category and ide@ioﬁ Cutting para{eteg Non-standard custoﬁatitD
B554

B449
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L 214

Radius shoulder Profile Radius comer slot
S EMIBIED LR AL-3RL-AIR
R
R
N J F————— TS
S |H
® Very suitable for super high speed milling of Al workpiece. L
| )
-
AL-3RL-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 74 120 3 O
AL-3RL-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 74 120 3 @)
AL-3RL-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 74 120 3 O
AL-3RL-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 84 140 3 O
AL-3RL-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 84 140 3 O
AL-3RL-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 84 140 8 @)
AL-3RL-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 84 140 3 O
AL-3RL-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 89 140 & @)
AL-3RL-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 89 140 3 O
AL-3RL-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 89 140 3 @)
AL-3RL-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 89 140 3 O
AL-3RL-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 89 140 3 O
AL-3RL-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 89 140 3 O
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
e Al | Pre-hardened steel. Hardened steel Stainless CNast irlon, Copper | Aluminum | Titanium Heat
steel oy stee steel odular alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@}

Codm

B450

Graphics category and idem

Cutting pa@

B554

Non-standard custo{atioﬁ



series

Aluminum machining
end mills

ALG series aluminum machining end mills are highly
versatile and can achieve efficient cutting of aluminum
alloy in various working conditions, with sharp edge
design, light and fast cutting, excellent anti-bonding wear
performance and high surface quality.

eSuper fine grain carbide matrix, perfect
combination of tool wear resistance and
cutting edge strength;

eSpecial design of the chip tank realizes
the perfect unification of tool strength and
chip removal performance, which greatly
improves the cutting stability;

>~

Large rake angle and sharp cutting edge
design, effectively avoiding the generation
of chip tumors;

e

Optimized design of the flank surface and
special surface treatment, the parts are
machined with excellent surface quality.

Two cutting edges  Three cutting edges

(o ———————
Applicationiexamples

®Machiningfsurface™.

bl @lqualitylcomparison
Tool : ALG-3E-D8.0
Processing material: Aluminum alloy(HB110) ;
Machine: Machining center ZCC-CT product

Machining type: Side milling _
Clamping type: Hydraulic toolholder _

Cooling type: Emulsion

Company A's product
Cutting parameters : n=13000r/min ,

f=900mm/min , ap=8mm , ae=0.5mm




Side face Step shoulder Straight slot
\
ALG-2E
UI # &E{ Picture 1
, L .
—
O Picture 2
® Good chip removal performance, high machining efficiency.
N D] P
Basic dimension(mm) Number of
Type teeth Geometry Stock
D d H L Z
ALG-2E-D1.0 1.0 4 3 50 2 Picture 2 O
ALG-2E-D1.5 1.5 4 4 50 2 Picture 2 O
ALG-2E-D2.0 2.0 4 6 50 2 Picture 2 O
ALG-2E-D2.5 25 4 8 50 2 Picture 2 O
ALG-2E-D3.0S 3.0 4 8 50 2 Picture 2 O
§ ALG-2E-D3.0 3.0 6 8 50 2 Picture 2 O
= ALG-2E-D3.5S 35 4 10 50 2 Picture 2 O
- ALG-2E-D3.5 3.5 6 10 50 2 Picture 2 (@)
. ALG-2E-D4.0S 4.0 4 1 50 2 Picture 1 O
® ALG-2E-D4.0 40 6 11 50 2 Picture 2 O
%. ALG-2E-D4.5 45 6 1 50 2 Picture 2 O
@
ALG-2E-D5.0 5.0 6 13 50 2 Picture 2 O
ALG-2E-D5.5 5.5 6 16 50 2 Picture 2 O
ALG-2E-D6.0 6.0 6 16 50 2 Picture 1 O
ALG-2E-D7.0 7.0 8 20 60 2 Picture 2 O
ALG-2E-D8.0 8.0 8 20 60 2 Picture 1 O
ALG-2E-D9.0 9.0 10 22 75 2 Picture 2 O
ALG-2E-D10.0 10.0 10 25 75 2 Picture 1 O
ALG-2E-D11.0 11.0 12 26 75 2 Picture 2 O
ALG-2E-D12.0 12.0 12 30 75 2 Picture 1 O
ALG-2E-D14.0 14.0 14 32 75 2 Picture 1 @)
ALG-2E-D16.0 16.0 16 45 100 2 Picture 1 O
ALG-2E-D18.0 18.0 18 45 100 2 Picture 1 (@)
ALG-2E-D20.0 20.0 20 45 100 2 Picture 1 (@)
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | 500 steel Flrerzrdnnee sieel Pl sz Stainless C,\?géli:lg?’ Copper | Aluminum | Titanium re:'i;)taatnt
steel ~40HRC | ~B0HRC | ~55HRC | ~68HRC | S | castiron | 2l0Y alloy alloy alloy
(@} (@}
Codm Graphics category and ide@n Cutting pa@ Non-standard custo@
B258 B259 B555 B570-B571

B452



L

Side face Step shoulder Straight slot

\
Picture 1
10°
® Good chip removal performance, can achieve high- o 7777777\7”;&777 A Picture 2
precision machining. 0
N Mz R :
Basic dimension(mm) Number of
Type teeth Geometry Stock
D d H L Z
ALG-3E-D1.0 1.0 4 3 50 3 Picture 2 O
ALG-3E-D1.5 1.5 4 4 50 3 Picture 2 O
ALG-3E-D2.0 2.0 4 6 50 3 Picture 2 O
ALG-3E-D2.5 25 4 8 50 3 Picture 2 O
ALG-3E-D3.0S 3.0 4 8 50 3 Picture 2 O @
ALG-3E-D3.0 3.0 6 8 50 3 Picture 2 o) é é’
ALG-3E-D4.0S 4.0 4 " 50 3 Picture 1 O ; T
ALG-3E-D4.0 4.0 6 1 50 3 Picture 2 @) U_C; -
ALG-3E-D4.5 4.5 6 1 50 3 Picture 2 O »
ALG-3E-D5.0 5.0 6 13 50 3 Picture 2 O %
ALG-3E-D5.5 5.5 6 16 50 3 Picture 2 O (_,D
ALG-3E-D6.0 6.0 6 16 50 3 Picture 1 O =
ALG-3E-D7.0 7.0 8 20 60 3 Picture 2 O
ALG-3E-D8.0 8.0 8 20 60 3 Picture 1 O
ALG-3E-D9.0 9.0 10 22 75 3 Picture 2 O
ALG-3E-D10.0 10.0 10 25 {75 3 Picture 1 (@)
ALG-3E-D11.0 11.0 12 26 75 3 Picture 2 O
ALG-3E-D12.0 12.0 12 30 75 3 Picture 1 O
ALG-3E-D14.0 14.0 14 32 75 3 Picture 1 O
ALG-3E-D16.0 16.0 16 45 100 3 Picture 1 O
ALG-3E-D18.0 18.0 18 45 100 3 Picture 1 O
ALG-3E-D20.0 20.0 20 45 100 3 Picture 1 O
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?géli:lg?’ Copper | Aluminum | Titanium re:'i;)taatnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2lOY gled U alloy
(@} (@}
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B556 B570-B571

B453



Ly

Radius shoulder ~ Profile  Radius comer slot
ALG-2R o )
T—’l B T gf *Dl Picture 1
%‘_ﬂf H
— L
R
® very suitable for super high speed milling of Al workpiece. A
UI I |@DI Picture 2
\NQXJ E 0~-0.020 @} L L H
Basic dimension(mm) Number of
Type teeth Geometry Stock
D R d H L Z

ALG-2R-D1.0R0.2S 1.0 0.2 4 3 50 2 Picture 2 @)
ALG-2R-D1.5R0.2S 1.5 0.2 4 4 50 2 Picture 2 @)
ALG-2R-D2.0R0.2S 2.0 0.2 4 6 50 2 Picture 2 O
ALG-2R-D2.0R0.5S 2.0 0.5 4 6 50 2 Picture 2 @)
ALG-2R-D2.5R0.2S 25 0.2 4 8 50 2 Picture 2 O
ALG-2R-D2.5R0.5S 225 0.5 4 8 50 2 Picture 2 @)
ALG-2R-D3.0R0.2S 3.0 0.2 4 8 50 2 Picture 2 O
® ALG-2R-D3.0R0.5S 3.0 0.5 4 8 50 2 Picture 2 O
§' ALG-2R-D3.5R0.2S 35 0.2 4 10 50 2 Picture 2 @)
7 ALG-2R-D3.5R0.5S S15 0.5 4 10 50 2 Picture 2 @)
ALG-2R-D4.0R0.2S 4.0 0.2 4 11 50 2 Picture 1 O

= ALG-2R-D4.0R0.5S 4.0 0.5 4 11 50 2 Picture 1 @)

g ALG-2R-D4.0R1.0S 4.0 1.0 4 " 50 2 Picture 1 @)

@ ALG-2R-D6.0R0.3 6.0 0.3 6 16 50 2 Picture 1 @)
ALG-2R-D6.0R0.5 6.0 0.5 6 16 50 2 Picture 1 @)
ALG-2R-D6.0R1.0 6.0 1.0 6 16 50 2 Picture 1 @)
ALG-2R-D8.0R0.3 8.0 0.3 8 20 60 2 Picture 1 O
ALG-2R-D8.0R0.5 8.0 0.5 8 20 60 2 Picture 1 @)
ALG-2R-D8.0R1.0 8.0 1.0 8 20 60 2 Picture 1 @)
ALG-2R-D10.0R0.3 10.0 0.3 10 25 75 2 Picture 1 @)
ALG-2R-D10.0R0.5 10.0 0.5 10 25 75 2 Picture 1 O
ALG-2R-D10.0R1.0 10.0 1.0 10 25 75 2 Picture 1 O
ALG-2R-D10.0R1.5 10.0 1.5 10 25 75 2 Picture 1 O
ALG-2R-D10.0R2.0 10.0 2.0 10 25 75 2 Picture 1 @)
ALG-2R-D12.0R0.3 12.0 0.3 12 30 75 2 Picture 1 O
ALG-2R-D12.0R0.5 12.0 0.5 12 30 75 2 Picture 1 @)
ALG-2R-D12.0R1.0 12.0 1.0 12 30 75 2 Picture 1 @)
ALG-2R-D12.0R1.5 12.0 113 12 30 75 2 Picture 1 @)
ALG-2R-D12.0R2.0 12.0 2.0 12 30 75 2 Picture 1 O

B> Applicable workpiece material table Overy suitable OSuitable ® Stock available O Make-to-order
Workpiece material
Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?gélijg:’ Copper | Aluminum | Titanium re:'iztaatnt
gl ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | cagtiron | 2lloY Uy alloy alloy
(@} (@}
Codm Graphics category and ide@n Cutting pa@ Non-standard custo@
B258 B259 B557 B570-B571

B454



AL/ALG series for machining aluminum -———~

L Y 18

Radius shoulder Profile Radius comer slot
R I
ALG-3R -
) UI *{ ***** & — DJ Picture 1
—————— = e
R
® very suitable for super high speed milling of Al workpiece. A
""I { ’’’’’ |@j Picture 2
EQ:%?J E 0~-0.020 @ L H
Basic dimension(mm) Number of
Type teeth Geometry Stock
D R d H L Z
ALG-3R-D1.0R0.2S 1.0 0.2 4 3 50 3 Picture 2 O
ALG-3R-D1.5R0.2S 1.5 0.2 4 4 50 3 Picture 2 O
ALG-3R-D2.0R0.2S 2.0 0.2 4 6 50 3 Picture 2 O
ALG-3R-D2.0R0.5S 2.0 0.5 4 6 50 B Picture 2 @)
ALG-3R-D2.5R0.2S 25 0.2 4 8 50 3 Picture 2 @)
ALG-3R-D2.5R0.5S 25 0.5 4 8 50 3 Picture 2 @)
ALG-3R-D3.0R0.2S 3.0 0.2 4 8 50 3 Picture 2 O
ALG-3R-D3.0R0.5S 3.0 0.5 4 8 50 3 Picture 2 @) 3 o
ALG-3R-D3.5R0.2S 3.5 0.2 4 10 50 3 Picture 2 O g E
ALG-3R-D3.5R0.5S 3.5 0.5 4 10 50 3 Picture 2 O % g
ALG-3R-D4.0R0.2S 40 0.2 4 1 50 3 Picture 1 0 &
ALG-3R-D4.0R0.5S 4.0 0.5 4 1 50 3 Picture 1 0 8
ALG-3R-D4.0R1.0S 4.0 1.0 4 11 50 3 Picture 1 O E
ALG-3R-D6.0R0.3 6.0 0.3 6 16 50 3 Picture 1 @) =
ALG-3R-D6.0R0.5 6.0 0.5 6 16 50 3 Picture 1 O
ALG-3R-D6.0R1.0 6.0 1.0 6 16 50 3 Picture 1 @)
ALG-3R-D8.0R0.3 8.0 0.3 8 20 60 3 Picture 1 O
ALG-3R-D8.0R0.5 8.0 0.5 8 20 60 3 Picture 1 @)
ALG-3R-D8.0R1.0 8.0 1.0 8 20 60 3 Picture 1 O
ALG-3R-D10.0R0.3 10.0 0.3 10 25 75 3 Picture 1 @)
ALG-3R-D10.0R0.5 10.0 0.5 10 25 75 3 Picture 1 (@)
ALG-3R-D10.0R1.0 10.0 1.0 10 25 [ 3 Picture 1 @)
ALG-3R-D10.0R1.5 10.0 1.5 10 25 75 3 Picture 1 O
ALG-3R-D10.0R2.0 10.0 2.0 10 25 75 3 Picture 1 O
ALG-3R-D12.0R0.3 12.0 0.3 12 30 75 3 Picture 1 @)
ALG-3R-D12.0R0.5 12.0 0.5 12 30 75 3 Picture 1 @)
ALG-3R-D12.0R1.0 12.0 1.0 12 30 75 3 Picture 1 O
ALG-3R-D12.0R1.5 12.0 1.5 12 30 75 3 Picture 1 @)
ALG-3R-D12.0R2.0 12.0 2.0 12 30 75 3 Picture 1 @)
B> Applicable workpiece material table Overy suitable OSuitable @ Stock available O Make-to-order
Workpiece material
Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless C,\?gélijg:’ Copper | Aluminum | Titanium re:'iztaatnt
gl ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | cagtiron | 2lloY Uy alloy alloy
(@} (@}
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B558 B570-B571
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series end mills/for' machining|of hard:
to-cut materials such asi stainless
steel, heat-resistant alloy, etc.

@® Large helical and rake angle, sharp cutting edge,
unique edge geometry can restrain cutting-heat’s
influence on tool nose, and greatly improve wear
resistance and heat resistance.

I @® The coating with good heat resistance can achieve
stable machining even at high temperature.

@ Very suitable for machining of hard-to-cut materials
such as stainless steel, Ni substrate high temperature
alloy, etc.

Tool type: SM-3E-D6.0

Dimensions: @6mm

Workpiece material: 1Cr18Ni9Ti
Rotating speed: 3700r/min (70m/min)
Feed speed: 555mm/min(0.15mm/r)
Axial cutting depth: ap=9mm

Radial cutting depth: ae=0.6mm

Cutting style: side milling ( down milling)
Cooling system: oil water emulsion
Machine tool: MIKRON UCP 1000

End mills SM-3E-D6.0 Similar product of company A

Cutting length 100m 100m

Abrasion of

. Even abrasion on cutting edge, value is 0.08 mm Cutting edge is flaked fully, value is 0.135mm
peripheral edge

Abrasion condition
of peripheral edge
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series

End mills with unequal pitch and variable inclined a

Revolution on machining materials hard to cut: stai

’N

steel, heat resistant alloy, etc.

/ VSM-4E VSM4R
1 VSM-4EFP VSM-4RFP

{ VSM-4E-D12.0 Slotting stainless steel

Machine: MIKRON UCP1000
Chuck: HSK63-A

Machined material: 1Cr18Ni9Ti
Cutting speed: 80m/min

Feed per tooth: 0.05mm/z
Axial cutting depth: 6mm
Radial cutting depth: 12mm
Cooling system: air cooling
Cutting style: slotting
Overhang: 35mm

Variation trend of Abrasion
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Collapse
——VSM-4E-D12.0
——General products

——Similar products of
company A
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15 20
Length of cutting(m)

Note: € Compared with competitor’ s,VSM end mills can perform
better on wear resistance and tool life.
@ Compared common tools,unequal pitch end mills perform
stronger on resisting broken.




~———— SM/VSM series for machining materials hard to cut

3-flute flattened end mills with straight shank A

Straight slot
%513{ Picture 1
el { Icture
e w° :
! — - - L
® Large helical angle, for machining of hard-to-cut materials such as /T I —— Zw Picture 2
Austenite stainless steel, heat-resistant alloy, etc. H
L
lAﬂ'ﬂ'ﬁNj 3 ] D=2 0:_-0.020' %
i I 12<D 0~-0.030

SM-3E-D3.0 3.0 6 8 50 3 Picture 1 O

SM-3E-D4.0 4.0 6 1 50 3 Picture 1 O

SM-3E-D5.0 5.0 6 13 50 3 Picture 1 )

SM-3E-D6.0 6.0 6 16 50 3 Picture 2 O

g c%n. SM-3E-D7.0 7.0 8 20 60 3 Picture 1 O
38 SM-3E-D8.0 8.0 8 20 60 3 Picture 2 o)
72 SM-3E-D9.0 9.0 10 22 75 3 Picture 1 o
5 SM-3E-D10.0 10.0 10 25 75 3 Picture 2 )

2 SM-3E-D11.0 11.0 12 26 75 3 Picture 1 )
& SM-3E-D12.0 12.0 12 30 75 3 Picture 2 O
& SM-3E-D16.0 16.0 16 45 100 3 Picture 2 )
SM-3E-D20.0 20.0 20 45 100 3 Picture 2 o)

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNasé irlon, Copper | Aluminum | Titanium H.e?t .
steel OYEICS steel e ETr alloy alloy alloy WEEEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
©} (© (@)}
Codm Graphics category and idem Cutting para{eteg Non-standard custo{atioﬁ
B259 B559 B570-B571
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Side face Step shoulder Straight slot

~

VSM-4E

Picture 1

°
100 —
ﬁ L

® With variable inclined angle design, greatly improving the anti vibration performance. 'or fffffff S J Picture 2
® Very suitable for machining materials hard to cut :such as stainless steel,heat resist
alloy and Ti-base alloy.

swat, | @A Tosrem 4

VSM-4E-D4.0 40 6 11 50 4 Picture 1 °

VSM-4E-D5.0 5.0 6 13 50 4 Picture 1 °

VSM-4E-D6.0 6.0 6 16 50 4 Picture 2 °

VSM-4E-D8.0 8.0 8 20 60 4 Picture 2 °

VSM-4E-D10.0 10.0 10 25 75 4 Picture 2 [ ] 2 ©»
VSM-4E-D12.0 12.0 12 30 75 4 Picture 2 ° S E
VSM-4E-D16.0 16.0 16 45 100 4 Picture 2 ° 25
VSM-4E-D20.0 20.0 20 45 100 4 Picture 2 ° =

@ Stock available O Make-to-order

VSM series

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Caiihen Alloy steel Pre-hardened steel. Hardened steel Stainless C,\?s(t’irlon, Copper | Aluminum | Titanium He?t )
steel @y&=s steel oal alloy alloy alloy KT
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(@} (@} (©} (@} (@}
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B560 B570-B571
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~———— SM/VSM series for machining materials hard to cut

4-flutes flattened end mills with straight shank,unequal
pitch , long neck and short cutting edges

VSM-4EFP

alloy and Ti-base alloy.

—_———

® With variable inclined angle design, greatly improving the anti vibration performance.
® Very suitable for machining materials hard to cut :such as stainless steel,heat resist

swats. | QAN T)wrom 45

Side face

Step shoulder

Straight slot

d1

VSM-4EFP-D6.0 6.0 6 9 27 5.7 75 4 [ ]
VSM-4EFP-D8.0 8.0 8 12 36 7.7 100 4 [ ]
VSM-4EFP-D10.0 10.0 10 14 42 9.5 100 4 [ ]
VSM-4EFP-D12.0 12.0 12 16 48 1.5 100 4 [ ]
VSM-4EFP-D16.0 16.0 16 20 60 15.5 150 4 [ ]
@ Stock available O Make-to-order
B> Applicable workpiece material table Overy suitable OSuitable
Workpiece material
Carbon | 500 steel Pre-hardened steel. Hardened steel Stainless CNagéli:lg?’ Copper | Aluminum | Titanium regig?atnt
steel ~40HRC | ~50HRC | ~55HRC | ~68HRC | St | castiron | 2lOY &l oy 2l alloy
(@) @) (@) @) (@)

Codm

B460

Graphics category and idem

Cutting pa@

B560

Non-standard custo{atio:v



L 2 U

Radius shoulder Profile Radius corner slot
H
® |arge helical angle and strong nose, for machining of hard-to-cut L
materials such as austenitic stainless steel, heat-resistant alloy, etc.
[ D<12 0~-0.020 %
D )~
o) famy s as)
SM-4R-D6.0R0.5 6.0 0.5 6 16 50 4 O
SM-4R-D6.0R1.0 6.0 1.0 6 16 50 4 O
SM-4R-D8.0R0.5 8.0 0.5 8 20 60 4 O
SM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 @)
SM-4R-D10.0R0.5 10.0 0.5 10 25 75 4 O 3
-
SM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 O £
O
SM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 O ==
‘o @
SM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 @) n

@ Stock available O Make-to-order

n
.2
=
[0}
»
=
w

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNaséi irlon, Copper | Aluminum | Titanium H.e?t .
steel OYEICS steel e ETr alloy alloy alloy WEEEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
©} (© (@)}
Codm Graphics category and ide@m Cutting pa@ Non-standard custoﬁatio?j
B259 B561 B570-B571
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~———— SM/VSM series for machining materials hard to cut

4-flute R end mills with straight shank

Radius shoulder Profile Radius corer slot
\
VSM-4R
R
—ONUNONS S — :
& H |
L
® |arge helical angle and strong nose, for machining of hard-to-cut
materials such as austenitic stainless steel, heat-resistant alloy, etc.
was | EAITING o)%rom| 4R
= = W ) = —y =
Basic dimension(mm) Number of
Type teeth Stock
D R d H L Z
VSM-4R-D6.0R0.5 6.0 0.5 6 16 50 4 [ J
VSM-4R-D6.0R1.0 6.0 1.0 6 16 50 4 ([ J
VSM-4R-D8.0R0.5 8.0 0.5 8 20 60 4 [
VSM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 [ J
VSM-4R-D10.0R0.5 10.0 0.5 10 25 75 4 [
§ VSM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 ()
% VSM-4R-D10.0R2.0 10.0 2.0 10 25 75 4 [
. VSM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 [ J
< VSM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 [ J
(%J VSM-4R-D12.0R2.0 12.0 2.0 12 30 75 4 [
2 VSM-4R-D16.0R1.0 16.0 10 16 45 100 4 °
’ VSM-4R-D16.0R2.0 16.0 2.0 16 45 100 4 [ J
VSM-4R-D16.0R3.0 16.0 3.0 16 45 100 4 [
VSM-4R-D20.0R1.0 20.0 1.0 20 45 100 4 ()
VSM-4R-D20.0R2.0 20.0 2.0 20 45 100 4 [ )
VSM-4R-D20.0R3.0 20.0 3.0 20 45 100 4 [ )

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Allov steel Pre-hardened steel. Hardened steel Stainless CNaséirlon, Copper | Aluminum | Titanium Heat .
steel OYEICE steel e ETr alloy alloy alloy TSI
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
©} (© (@)} (@} (@}
Codm Graphics category and idem Cutting pa@ Non-standard custo@
B258 B259 B562 B570-B571
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SM/VSM series for machining materials hard tocut -~

4-flutes R end mills with straight shank,unequal pitch , L, 4/ u

long neck and short cutting edges Redusshouder  Prole  Radius comer i
I
VSM-4RFP
R
° )|
o H

® With high rigidity short cutting edges design,suitable for deep cavity machining. M

® With variable helical angle design,great improved vibration resistance and L

surface quality after machining.

famy Tess 4
Basic dimension(mm) Number of
Type teeth Stock
D R d d1 H M L Z

VSM-4RFP-D6.0R0.5 6.0 0.5 6 5.7 9 27 75 4 [ ]
VSM-4RFP-D6.0R1.0 6.0 1.0 6 5.7 9 27 75 4 (]
VSM-4RFP-D8.0R0.5 8.0 0.5 8 7.7 12 36 100 4 o
VSM-4RFP-D8.0R1.0 8.0 1.0 8 7.7 12 36 100 4 (]
VSM-4RFP-D10.0R0.5 10.0 0.5 10 9.5 14 42 100 4 ([ ] é o
VSM-4RFP-D10.0R1.0 10.0 1.0 10 9.5 14 42 100 4 [ ] ‘ST =
VSM-4RFP-D10.0R2.0 10.0 2.0 10 9.5 14 42 100 4 ([ ] % g
VSM-4RFP-D12.0R0.5 12.0 0.5 12 1.5 16 48 100 4 ([ ] &2
VSM-4RFP-D12.0R1.0 12.0 1.0 12 1.5 16 48 100 4 [ ] 3
VSM-4RFP-D12.0R2.0 12.0 2.0 12 11.5 16 48 100 4 ([ ] g
VSM-4RFP-D16.0R1.0 16.0 1.0 16 15.5 20 60 150 4 ) 5
VSM-4RFP-D16.0R2.0 16.0 2.0 16 15.5 20 60 150 4 )

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNagéLrlgT’ Copper | Aluminum | Titanium re:'igtaatnt
steel ~40HRC | ~BOHRC | ~55HRC | ~68HRC | S | castiron | 2lOY alloy alloy alloy
©} (© (@)} (@} (@}
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B562 B570-B571
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~———— CM series for general chamfering

2-flute helical flute chamfer end mills n
with straight shank

Chamfering
\
A a
L
= 4 o
Basic dimension(mm) Number of
Type teeth Stock
A D1 D2 d L Z

CM-2E-D3.0-A60 60° 0.2 3 3 50 2 O

CM-2E-D4.0-A60 60° 0.2 4 4 50 2 @)

CM-2E-D6.0-A60 60° 0.2 6 6 50 2 O

CM-2E-D8.0-A60 60° 0.5 8 8 60 2 @)

CM-2E-D10.0-A60 60° 0.5 10 10 75 2 O

g CM-2E-D12.0-A60 60° 0.5 12 12 75 2 O

% CM-2E-D16.0-A60 60° 0.7 16 16 100 2 O

. CM-2E-D3.0-A90 90° 0.2 3 3 50 2 O

o CM-2E-D4.0-A90 90° 0.2 4 4 50 2 O

? CM-2E-D6.0-A90 90° 0.2 6 6 50 2 @)

3 CM-2E-D8.0-A90 90° 0.5 8 8 60 2 O
CM-2E-D10.0-A90 90° 0.5 10 10 75 2 O
CM-2E-D12.0-A90 90° 0.5 12 12 75 2 O
CM-2E-D16.0-A90 90° 0.7 16 16 100 2 @)
CM-2E-D3.0-A120 120° 0.2 3 3 50 2 O
CM-2E-D4.0-A120 120° 0.2 4 4 50 2 @)
CM-2E-D6.0-A120 120° 0.2 6 6 50 2 O
CM-2E-D8.0-A120 120° 0.5 8 8 60 2 @)
CM-2E-D10.0-A120 120° 0.5 10 10 75 2 O
CM-2E-D12.0-A120 120° 0.5 12 12 75 2 @)
CM-2E-D16.0-A120 120° 0.7 16 16 100 2 O

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNagéLrlgT’ Copper | Aluminum | Titanium re:'igtaatnt
steel ~40HRC | ~BOHRC | ~55HRC | ~68HRC | S | castiron | 2lOY alloy alloy alloy
©} (© @) (@) O O @) @} (@) O (@)
Codm Graphics category and idem Cutting pa@ Non-standard custo@
B258 B259 B563 B570-B571
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Solid Carbide End Mills

CM series for general chamfering -~

4-flute helical flute chamfer end mills
with straight shank

Chamfering
\
CM-4E
A =)
ks
L
o 8 NoNe 4
e LTVTY F @
Basic dimension(mm) Number of
Type teeth Stock
A D1(+0.02) D2 d(h6) L z

CM-4E-D3.0-B60 60° 02 3 3 50 4 O
CM-4E-D4.0-B60 60° 02 4 4 50 4 O
CM-4E-D6.0-B60 60° 02 6 6 50 4 O
CM-4E-D8.0-B60 60° 05 8 8 60 4 O
CM-4E-D10.0-B60 60° 05 10 10 75 4 o) 2,
CM-4E-D12.0-B60 60° 05 12 12 75 4 0O 5
CM-4E-D16.0-B60 60° 07 16 16 100 4 O = g
CM-4E-D3.0-B90 90° 0.2 3 3 50 4 o) &
CM-4E-D4.0-B90 90° 02 4 4 50 4 O 2
CM-4E-D6.0-B90 90° 02 6 6 50 4 O g
CM-4E-D8.0-B90 90° 05 8 8 60 4 O o
CM-4E-D10.0-B90 90° 05 10 10 75 4 O
CM-4E-D12.0-B90 90° 05 12 12 75 4 O
CM-4E-D16.0-B90 90° 0.7 16 16 100 4 O
CM-4E-D3.0-B120 120° 02 3 3 50 4 O
CM-4E-D4.0-B120 120° 02 4 4 50 4 O
CM-4E-D6.0-B120 120° 02 6 6 50 4 O
CM-4E-D8.0-B120 120° 05 8 8 60 4 O
CM-4E-D10.0-B120 120° 05 10 10 75 4 O
CM-4E-D12.0-B120 120° 05 12 12 75 4 @
CM-4E-D16.0-B120 120° 0.7 16 16 100 4 O

@ Stock available O Make-to-order

B> Applicable workpiece material table Overy suitable OSuitable

Workpiece material

Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNagéLrlgT’ Copper | Aluminum | Titanium re:'igtaatnt
steel ~40HRC | ~BOHRC | ~55HRC | ~68HRC | S | castiron | 2lOY alloy alloy alloy
©} (© @) (©) O O @} @} @} O O
Codek{d Graphics category and ide@h Cutting pa@ Non-standard custo@
B258 B259 B564 B570-B571
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~————— Cutting parameters for VPM series end mills

VPM-4E % VPM-4EBL/X X VPM-4EFP

Workpiece Cesi ir%?l'osas;z(e)ln SE2) Srfillss gea Carbon steel, Alloy steel | Carbon steel, Alloy steel Hardened steel
material ~30HRC ~40HRC ~50HRC ~55HRC
Oumlr | gt | Fentiv| e’ | Fentinest| T’ | Fostinest| T’ | Fontinens| Cypu’ | Fontins
(min™) (min™) (min™) (min™) (min™)
3 15900 1220 8500 180 13270 950 10600 630 7430 360
4 11900 1260 6370 190 9950 970 8000 645 570 370
5 9500 1350 5060 190 7960 1010 6400 675 4460 390
6 7900 1330 4250 210 6630 1030 5300 690 3710 390
8 5900 1330 3180 210 4970 1020 4000 680 2785 405
10 4700 1310 2550 210 3980 1010 3200 675 2230 375
12 4000 1310 2120 210 3310 1010 2650 675 1855 375
14 3400 1220 1820 180 2840 945 2300 630 1590 360
16 3000 1220 1590 180 2480 945 2000 630 1390 360
18 2600 1200 1410 160 2210 930 1800 620 1240 350
20 2400 1200 1270 160 1990 930 1600 620 1115 350
a_ei(l 3D a_ej(l 1D
ap=2D ap=1.5D
Maximum
cutting depth
ae=1D _a=1Db
29=0.5D ap=0.25D

1.The above table shows the standard value of side milling. When milling slot, 60%~80% of rotating speed and 50%~70% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.
5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.

B466




Cutting parameters for VPM series end mills -~

VPM-4R* VPM-4RBL/X X VPM-4RFP

1.The above table shows the standard value of side milling. When milling slot, 60%~80% of rotating speed and 50%~70% of feed speed
stated above are recommended as standard.

Workpiece e Ir(/f\?ﬁ,cas;ggr SE; Stainless steel Carbon steel, Alloy steel | Carbon steel, Alloy steel Hardened steel
material i ~40HRC ~50HRC ~55HRC
~30HRC
Diameter Rzl Feed speed Rzl Feed speed ey Feed speed ey Feed speed raEiy Feed speed
(mm) apezl (mm/min) srece (mm/min) sfrece (mm/min) e (mm/min) spee1d (mm/min)
(min™) (min™) (min™) (min™) (min™)
3 15900 1460 8500 215 13270 1140 10600 755 7430 430
4 11900 1510 6370 225 9950 1160 8000 770 570 440
5 9500 1620 5060 225 7960 1210 6400 810 4460 465
6 7900 1590 4250 250 6630 1235 5300 825 3710 465
8 5900 1590 3180 250 4970 1220 4000 815 2785 485
10 4700 157 2550 250 3980 1210 3200 810 2230 450
12 4000 1570 2120 250 3310 1210 2650 810 1855 450
14 3400 1460 1820 215 2840 1130 2300 755 1590 430
16 3000 1460 1590 215 2480 1130 2000 755 1390 430
18 2600 1440 1410 190 2210 1115 1800 740 1240 420
20 2400 1440 1270 190 1990 1115 1600 740 1115 420
ae=0.3D ae=0.1D
A
B2
3E
- _ Lo
ap=2D ap=1.5D E <
)
Maximum %
cutting depth o
c
ae=1D ae=1D b
(= - Q2
@
"
ap=0.5D ap=0.25D E
>
S
4
D
@
£
o
©
o
D
[=
£
>
(&)

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for UM series end mills

UM-4E % UM-4EL (general cutting)

Diameter Rzl Feed speed Rzl Feed speed Rzl Feed speed ezl Feed speed RGOy Feed speed
(mm) Spee? (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min)

(min’) (min’) (min”) (min”) (min™)
4 10800 1000 5500 180 8000 770 6500 605 5570 440
5 8200 1050 4500 180 6400 810 5000 635 4460 465
6 7000 1080 3700 195 5300 825 4200 645 3710 465
8 5200 1065 2800 195 4000 815 3200 665 2785 485
10 4200 1050 2200 195 3200 810 2500 630 2230 450
12 3500 1050 1850 195 2650 810 2100 630 1855 450
14 3000 975 1600 180 2300 755 1800 595 1590 430
16 2600 975 1400 170 2000 755 1600 595 1390 430
18 2300 960 1250 150 1800 745 1400 580 1240 420
20 2050 960 1100 150 1600 745 1250 580 1115 420

26=0.1D ae=0.05D ae=0.03D
ap=15D 2=15D 2=15D
Maximum
cutting depth
ﬂ Diameter | Cutting depth - -
range ap Diameter | Cutting depth
ap 21<D<@3 0.15D range ek
@1<D<@3 0.1D
@3<D<@6 0.3D
@3<D 0.2D
@6<D<0@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.
5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for UM series end mills -~

UM-4E % UM-4EL (high speed side milling)

cs;:tefg‘dg 300m/min 250 m/min 200 m/min 150 m/min 100 m/min
Diameter ezl Feed speed ezl Feed speed Rzl Feed speed Rzl Feed speed Rzl Feed speed
(mm) SERLE (mm/min) Sp2L (mm/min) S92 (mm/min) S22 (mm/min) S22 (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 15915 2045 13260 1700 10600 1360 7960 1020 5300 680
8 11935 2040 9950 1680 7960 1355 5970 1020 3980 680
10 9550 1990 7960 1655 6370 1330 4775 995 3180 660
12 7960 1990 6630 1655 5300 1330 3980 995 2650 660
14 6820 1850 5685 1545 4550 1235 3410 1080 2275 615
16 5970 1850 4975 1545 3980 1235 2985 1080 1990 615
18 5305 1850 4420 1545 3540 1235 2650 1080 1770 615
20 4775 1850 3980 1545 3180 1235 2390 1080 1590 615
2e=0.05D 8e=0.03D
Maximum
_ ap=1D
cutting depth a=1.5D ¥
Maximum ae=1.0mm Maximum ae=0.5mm
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1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for UM series end mills

UM-4EFP(general cutting)

Diameter RO Feed speed i) Feed speed R Feed speed iz Feed speed R Feed speed
(mm) e (mm/min) et (mm/min) S (mm/min) e (mm/min) g (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 7000 1400 3700 250 5300 1080 4200 845 3710 610
8 5200 1385 2800 250 4000 1060 3200 865 2785 630
10 4200 1365 2200 250 3200 1050 2500 815 2230 585
12 3500 1365 1850 250 2650 1050 2100 815 1855 585
16 2600 1270 1400 220 2000 975 1600 770 1390 560
20 2050 1255 1100 195 1600 965 1250 755 1115 545
20=0.1D ae=0.05D 2e=0.03D
ap=1.2D ap=1.2D ap=1.2D
Maximum
7\ cutting depth
o 2
=
5 ; =10 ae=1D
®. ap=0.5D ap=0.2D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for UM series end mills -~

UM-4EFP(high speed side milling)

2:::::? 300m/min 250 m/min 200 m/min 150 m/min 100 m/min
Diameter Nzl Feed speed Rzl Feed speed Rzl Feed speed Rzl Feed speed Rzl Feed speed
(mm) SEES (mm/min) SERLE (mm/min) Sp2LE (mm/min) S 02 (mm/min) S22 (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 15915 2655 13260 2210 10600 1770 7960 1325 5300 885
8 11935 2650 9950 2180 7960 1760 5970 1295 3980 885
10 9550 2590 7960 2150 6370 1730 4775 1295 3180 855
12 7960 2590 6630 2150 5300 1730 3980 1400 2650 855
16 5970 2410 4975 2015 3980 1605 2985 1400 1990 800
20 4775 2410 3980 2375 3180 1605 2390 1325 1590 800
2e=0.05D 2:=0.03D
Maximum
X =1.2D =
cutting depth a =1D
Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.
4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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~———— Cutting parameters for UM series end mills

UM-4R % UM-4RL (Standard)

1 Cast iron, Carbon steel, | Quenched and tempered | Quenched and tempered | Quenched and tempered | Quenched and tempered
Workpiece
e Alloy steel steel steel steel steel
HEEE ~30HRC ~40HRC ~45HRC ~50HRC ~55HRC
Diameter X R Feed speed ezl Feed speed Rzl Feed speed ezl Feed speed ey Feed speed
Corner radius gl (mm/min) apezl (mm/min) Spezl (mm/min) srece (mm/min) e (mm/min)
(min™) (min™) (min™) (min™) (min™)

4.0xR0.3 7950 3960 6350 2880 5550 2520 4000 1650 2400 755
4.0xR0.5

SR 6350 4200 5100 3060 4450 2670 3200 1710 1900 690
5.0xR1.0

6.0xR0.5 5300 4200 4250 3060 3700 2670 2650 1710 1600 690
6.0xR1.0

8.0xR0.5 4550 4200 3200 3060 2800 2670 2000 1710 1200 690
8.0xR1.0
10.0xR0.5
10.0xR1.0
10.0xR2.0 3200 4200 2550 3060 2250 2670 1600 1710 955 690
10.0xR3.0
12.0xR0.5
12.0xR1.0
12.0xR2.0 2650 4200 2100 3060 1850 2670 1350 1710 795 690
12.0xR3.0
16.0xR1.0
16.0xR2.0 2200 3485 1745 2540 1535 2215 1140 1420 660 570
16.0xR3.0
20.0xR1.0
20.0xR2.0 1825 2895 1450 2110 1275 1840 960 1180 550 475
20.0xR3.0

Maximum ap=0.5mm Maximum ap=0.4mm Maximum ap=0.2mm
ae=0.5D
Maximum ap=0.2R
cutting depth

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

6.The above cutting parameters are based on contour machining when overhang L/D<4. Please make adjustments according to the table

below when overhang is different.

Different cutting parameters under different overhang of tool:

Overhang Cutting speed(m/min) Axial cutting depth (mm) F(e:]i/srgﬁ]e)d
L/D<4 100% 100% 100%
L/D=5 60% ~ 80% 60% ~ 80% 60% ~ 80%
L/D=6 40% ~ 60% 40% ~ 60% 40% ~ 60%
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W Solid Carbide End Mills

Cutting parameters for UM series end mills -———~

UM-4R % UM-4RL (High speed)

1 Cast iron, Carbon steel, | Quenched and tempered | Quenched and tempered | Quenched and tempered | Quenched and tempered
Workpiece
terial Alloy steel steel steel steel steel
g ~30HRC ~40HRC ~45HRC ~50HRC ~55HRC
Diameter X R Feed speed ezl Feed speed Rzl Feed speed ezl Feed speed ey Feed speed
Corner radius gl (mm/min) apezl (mm/min) Spezl (mm/min) srece (mm/min) e (mm/min)
(min™) (min™) (min™) (min™) (min™)
4.0xR0.3
16000 7800 16000 7200 12000 5400 12000 4920 7950 2130
4.0xR0.5
5.0xR0.5
12500 8400 12500 7500 9550 5730 9550 5160 6350 2280
5.0xR1.0
6.0xR0.5
10600 8400 10600 7620 7950 5730 7950 5160 5300 2280
6.0xR1.0
8.0xR0.5 7950 8400 7950 7620 5950 5730 5950 5160 4000 2280
8.0xR1.0
10.0xR0.5
10.0xR1.0
10.0xR2.0 6350 8400 6350 7620 4750 5730 4750 5160 3200 2280
10.0xR3.0
12.0xR0.5
12.0xR1.0
12.0%R2.0 5300 8400 5300 7620 4000 5730 4000 5160 2650 2280
12.0xR3.0
16.0xR1.0
16.0xR2.0 3980 6970 3980 6320 2985 4755 2985 4280 1990 1890
16.0xR3.0
20.0xR1.0
20.0xR2.0 3185 5785 3185 5245 2385 3945 2385 3550 1590 1570
20.0xR3.0
Maximum ap=0.4mm Maximum ap=0.2mm Maximum ap=0.1mm
ae=0.3D
Maximum
cutting depth
ap=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

6.The above cutting parameters are based on contour machining when overhang L/D<4. Please make adjustments according to the table

below when overhang is different.

Different cutting parameters under different overhang of tool:

Ratio of neck length to diameter Cutting speed(m/min) Axial cutting depth(mm) Fg:g‘/s:iene)d
L/D<4 100% 100% 100%
L/D=5 60% ~ 80% 60% ~ 80% 60% ~ 80%
L/D=6 40% ~ 60% 40% ~ 60% 40% ~ 60%
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= Cutting parameters for UM series end mills

Diameter Rzl Feed speed RELELT Feed speed Rzl Feed speed ey Feed speed REEiiE Feed speed
(mm) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min)
(min™) (min™) (min™) (min™) (min™)
4 10800 1210 5500 210 8000 925 6500 720 5570 530
5 8200 1265 4500 210 6400 965 5000 765 4460 560
6 7000 1295 3700 235 5300 995 4200 780 3710 560
8 5200 1285 2800 235 4000 975 3200 790 2785 580
10 4200 1265 2200 235 3200 965 2500 750 2230 540
12 3500 1265 1850 235 2650 965 2100 750 1855 540
16 2600 1180 1400 210 2000 925 1600 705 1390 520
e=0.1D ae=0.05D 2¢=0.03D
ap=1.2D ap=1.2D ap=1.2D
Maximum
cutting
depth
ae=1D g -
] D:;l:eéer Cuttlng dzply Diameter | Cutting depth
a = g< B range ap
p @1<D<@3 0.15D &1<D<@3 01D
D3<D<26 0.3D 23<D 02D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.
5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for PML/PM series end mills ———~

PML-2E % PM-2E % PML-2EL X PM-2EL xPM-2EBL/X

Gt i, G el Pre-hardened steel, Pre-hardened steel,
Workpiece ’ ’ . quenched and tempered | quenched and tempered Hardened steel
. Alloy steel Stainless steel
material ~30HRC steel steel ~55HRC
~40HRC ~50HRC
Diameter RELHITY Feed speed ROZLT Feed speed A Feed speed RO Feed speed ez Feed speed
(mm) i (mm/min) el (mm/min) ey (mm/min) ) (mm/min) ey (mm/min)
(min™) (min™) (min™) (min™) (min™)

1 20000 200 20000 60 20000 165 20000 120 20000 90

2 15000 320 11150 85 15000 285 13000 180 11140 130

3 14000 545 7500 120 10600 420 8500 330 7430 240

4 10800 560 5500 135 8000 425 6500 885 5570 245

5 8200 585 4500 135 6400 445 5000 355 4460 260

6 7000 600 3700 140 5300 465 4200 360 3710 260

8 5200 595 2800 140 4000 455 3200 365 2785 270
10 4200 585 2200 140 3200 445 2500 350 2230 250
12 3500 585 1850 140 2650 445 2100 350 1855 250
14 3000 545 1600 135 2300 420 1800 330 1590 240
16 2600 545 1400 120 2000 420 1600 330 1390 240
18 2300 535 1250 120 1800 415 1400 325 1240 235
20 2050 535 1100 120 1600 415 1250 325 1115 235

ae=0.1D ae=0.05D ae=0.03D
ap:1.5D ap:1.5D ap:1.5D
Maximum
cutting depth
ae=1D o o
Diameter | Cutting depth Diameter | Cutting depth
range o range ap
ap @1<D<@3 0.15D @1<D<@3 01D
@3<D<06 0.3D 23<D 02D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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~———— Cutting parameters for PML/PM series end mills

PML-2F % PM-2F % PML-2FL % PM-2FL

N - Pre-hardened steel, Pre-hardened steel,
Workpiece ’ ’ ) quenched and tempered | quenched and tempered Hardened steel
. Alloy steel Stainless steel
material ~30HRC steel steel ~55HRC
~40HRC ~50HRC
Diameter Gz Feed speed RELELT Feed speed Rl Feed speed RELEITY Feed speed ROELIT Feed speed
(mm) e (mm/min) el (mm/min) e (mm/min) gl (mm/min) Rl (mm/min)
(min™) (min™) (min™) (min™) (min™)
1 20000 140 20000 45 20000 115 20000 85 20000 65
2 15000 225 11150 60 15000 200 13000 125 11140 90
3 14000 385 7500 85 10600 295 8500 230 7430 170
4 10800 390 5500 95 8000 300 6500 235 5570 170
5 8200 410 4500 95 6400 315 5000 245 4460 180
(] 7000 420 3700 95 5300 325 4200 255 3710 180
8 5200 415 2800 95 4000 320 3200 255 2785 190
10 4200 410 2200 95 3200 315 2500 240 2230 175
12 3500 410 1850 95 2650 315 2100 240 1855 175
14 3000 385 1600 95 2300 295 1800 230 1590 170
16 2600 385 1400 85 2000 295 1600 230 1390 170
18 2300 375 1250 85 1800 290 1400 230 1240 165
20 2050 375 1100 85 1600 290 1250 230 1115 165
2e=0.1D ae=0.05D ae=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth D | O e
ap range ap ran
ge ap
@1<D<@3 0.15D
@1<D<@3 0.1D
<
@3<D<06 0.3D 23<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills -~

PML-2EFP* PM-2EFP

Diameter RELHITY Feed speed ROZLT Feed speed RELZHIT Feed speed RO Feed speed RO Feed speed
(mm) Specy (mm/min) el (mm/min) ey (mm/min) SJpcl (mm/min) ey (mm/min)
(min™) (min™) (min™) (min™) (min™)

6 7000 780 3700 180 5300 600 4200 470 3710 340

8 5200 775 2800 180 4000 595 3200 475 2785 350

10 4200 755 2200 180 3200 575 2500 455 2230 325

12 3500 755 1850 180 2650 575 2100 455 1855 325

16 2600 710 1400 155 2000 545 1600 425 1390 310

20 2050 700 1100 155 1600 540 1250 420 1115 305

2e=0.1D 2e=0.05D 2e=0.03D
ap=1.2D ap=1.2D ap=1.2D
Maximum
cutting depth
ae=1D ae=1D
ap=0.5D ap=0.2D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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~———— Cutting parameters for PML/PM series end mills

PML-3E-H% PM-3E-H X PML-3EL-H*PM-3EL-H

Gt i, G el Pre-hardened steel, Pre-hardened steel,
Workpiece ’ ’ . quenched and tempered | quenched and tempered Hardened steel
. Alloy steel Stainless steel
material ~30HRC steel steel ~55HRC
~40HRC ~50HRC
Diameter RELHITY Feed speed ROZLT Feed speed A Feed speed RO Feed speed ez Feed speed
(mm) i (mm/min) el (mm/min) ey (mm/min) ) (mm/min) ey (mm/min)
(min™) (min™) (min™) (min™) (min™)
1 20000 200 20000 75 20000 160 20000 100 20000 90
2 15000 325 11150 80 15000 285 13000 150 11140 130
3 14000 550 7500 100 10600 425 8500 280 7430 245
4 10800 565 5500 105 8000 430 6500 285 5570 250
5 8200 600 4500 105 6400 455 5000 300 4460 260
6 7000 605 3700 110 5300 465 4200 305 3710 260
8 5200 600 2800 110 4000 460 3200 310 2785 275
10 4200 600 2200 110 3200 455 2500 290 2230 255
12 3500 600 1850 110 2650 455 2100 290 1855 255
14 3000 550 1600 105 2300 425 1800 280 1590 245
16 2600 550 1400 100 2000 425 1600 280 1390 245
18 2300 540 1250 85 1800 415 1400 275 1240 240
20 2050 540 1100 85 1600 415 1250 275 1115 240
ae=0.1D ae=0.05D a2e=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diamster | Cuiting depth Diameter | Cutting depth
ap range ap FEGE a
<D<@3 0.15D - .
o . @1<D<@3 0.1D
D3<D<26 0.3D
@3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills -~

PML-4E-G % PM-4E-G X PML-4EL-G X PM-4EL-G % PM-4EBL/X-G
PML-4E-H* PM-4E-H % PML-4EL-H % PM-4EL-H(general cutting)

()]
(3
=]
=
o
)
=
=)

N

Diameter R Feed speed RS Feed speed REEIE Feed speed ) Feed speed ROEIIE Feed speed
(mm) e (mm/min) STRCs) (mm/min) Tzl (mm/min) e (mm/min) =Tpen) (mm/min)
(min™) (min™) (min™) (min™) (min™)
1 20000 270 20000 95 20000 215 20000 135 20000 120
2 15000 435 11150 110 15000 380 13000 200 11140 175
3 14000 735 7500 135 10600 565 8500 370 7430 325
4 10800 755 5500 140 8000 575 6500 380 5570 335
5 8200 795 4500 140 6400 605 5000 400 4460 350
6 7000 810 3700 145 5300 620 4200 405 3710 350
8 5200 800 2800 145 4000 615 3200 415 2785 365
10 4200 795 2200 145 3200 605 2500 390 2230 340
12 3500 795 1850 145 2650 605 2100 390 1855 340
14 3000 735 1600 140 2300 565 1800 370 1590 325
16 2600 735 1400 135 2000 565 1600 370 1390 325
18 2300 720 1250 115 1800 655 1400 365 1240 315
20 2050 720 1100 115 1600 555 1250 365 1115 315
2e=0.1D 2e=0.05D 2e=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth e | e e
a i & range a
@1<D<@3 0.15D - .
21<D<@3 0.1D
<D<
@3<D<@6 0.3D 23<D 02D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for PML/PM series end mills

PML-4E-G % PM-4E-G X PML-4EL-G % PM-4EL-GX*PM-4EBL/X-G
PML-4E-H % PM-4E-H % PML-4EL-H% PM-4EL-H(high speed side milling)

Cutting speed 300m/min 250 m/min 200 m/min 150 m/min 100 m/min
o =l o L cod et Il o s
(min™) (min™) (min™) (min™) (min™)
6 15915 1535 13260 1280 10600 1020 7960 765 5300 515
8 11935 1530 9950 1260 7960 1020 5970 765 3980 515
10 9550 1450 7960 1245 6370 1000 4775 750 3180 495
12 7960 1450 6630 1245 5300 1000 3980 750 2650 495
14 6820 1390 5685 1160 4550 930 3410 810 2275 465
16 5970 1390 4975 1160 3980 930 2985 810 1990 465
18 5305 1390 4420 1160 3540 930 2650 810 1770 465
20 4775 1390 3980 1160 3180 930 2390 810 1590 465
angSD aefngD

08

28

% % Maximum

g cutting depth a=1.5D a=1D

Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

S|iw pud salds \d/TINd 10} sieyeweled Bumny




PML-4F -G PM-4F-G % PML-4FL-G % PM-4FL-G(general cutting)

Solid Carbide End Mills

Cutting parameters for PML/PM series end mills ———~

N Pre-hardened steel, Pre-hardened steel,
Workpiece ¥ ’ | Carbon steel, Alloy steel | quenched and tempered | quenched and tempered Hardened steel
. Alloy steel
material ~30HRC ~40HRC steel steel ~55HRC
~45HRC ~50HRC
Diameter Gz Feed speed RELELT Feed speed Rl Feed speed RELEITY Feed speed ROELIT Feed speed
(mm) e (mm/min) el (mm/min) e (mm/min) gl (mm/min) Rl (mm/min)
(min™) (min™) (min™) (min™) (min™)
1 20000 190 20000 70 20000 150 20000 95 20000 85
2 15000 305 11150 80 15000 265 13000 140 11140 125
3 14000 515 7500 95 10600 395 8500 260 7430 230
4 10800 530 5500 100 8000 4055 6500 265 5570 235
5 8200 555 4500 100 6400 425 5000 280 4460 245
6 7000 570 3700 100 5300 435 4200 283 3710 245
8 5200 560 2800 100 4000 430 3200 290 2785 255
10 4200 655 2200 100 3200 425 2500 275 2230 240
12 3500 555 1850 100 2650 425 2100 275 1855 240
14 3000 515 1600 100 2300 395 1800 260 1590 230
16 2600 515 1400 95 2000 395 1600 260 1390 230
18 2300 505 1250 80 1800 390 1400 255 1240 220
20 2050 505 1100 80 1600 390 1250 255 1115 220
2e=0.1D ae=0.05D 2e=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth e | O e
ap range ap ran
ge ap
@1<D<@3 0.15D
?1<D<@3 0.1D
<D<
@3<D<06 0.3D 23<D 02D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.
4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for PML/PM series end mills

PML-4F-G% PM-4F-G % PML-4FL-G% PM-4FL-G(high speed side milling)

Cutting speed 300m/min 250 m/min 200 m/min 150 m/min 100 m/min
Diameter Rz Feed speed RO Feed speed Rz Feed speed R Feed speed REEIE Feed speed
(mm) oo (mm/min) Ehses (mm/min) o (mm/min) EEseT (mm/min) e (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 15915 1075 13260 900 10600 715 7960 535 5300 360
8 11935 1070 9950 885 7960 715 5970 535 3980 360
10 9550 1015 7960 870 6370 700 4775 525 3180 345
12 7960 1015 6630 870 5300 700 3980 525 2650 345
14 6820 975 5685 815 4550 650 3410 570 2275 325
16 5970 975 4975 815 3980 650 2985 570 1990 325
18 5305 975 4420 815 3540 650 2650 570 1770 325
20 4775 975 3980 815 3180 650 2390 570 1590 325
2e=0.05D ae=0.03D
Maximum _ _
cutting depth ap=1.5D ap=1D
Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills -~

PML-4EX-G % PM-4EX-G

Diameter RELEiT Feed speed RELELT Feed speed ROELE Feed speed RELEITY Feed speed ROELIT Feed speed
(mm) e (mm/min) Spcenl (mm/min) e (mm/min) gl (mm/min) Rl (mm/min)
(min™) (min™) (min™) (min™) (min™)

6 5800 570 2650 85 4250 410 3600 345 3180 305

8 4400 570 2000 85 3180 410 2700 350 2390 310

10 3500 555 1600 85 2550 400 2150 340 1910 300

12 2900 559 1350 85 2120 400 1800 340 1590 300

16 2200 520 1000 80 1590 380 1350 315 1195 280

20 1750 510 800 75 1270 375 1050 310 955 280

2e=0.02D 2e=0.01D
Maximum
cutting depth ap=3D ap=3D
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1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

Cutting parameters for PML/PM series end mills
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~———— Cutting parameters for PML/PM series end mills

PML-4E % PM-4E % PML-4EL k PM-4EL % PM-4EBL/X(general cutting)

N - Pre-hardened steel, Pre-hardened steel,
Workpiece ’ ’ ) quenched and tempered | quenched and tempered Hardened steel
. Alloy steel Stainless steel
material ~30HRC steel steel ~55HRC
~40HRC ~50HRC
Diameter Gz Feed speed RELELT Feed speed Rl Feed speed RELEITY Feed speed ROELIT Feed speed
(mm) e (mm/min) el (mm/min) e (mm/min) gl (mm/min) Rl (mm/min)
(min™) (min™) (min™) (min™) (min™)
1 20000 300 20000 108 20000 240 20000 180 20000 135
2 15000 480 11150 120 15000 420 13000 270 11140 195
3 14000 815 7500 145 10600 630 8500 495 7430 360
4 10800 840 5500 150 8000 645 6500 505 5570 370
5 8200 875 4500 150 6400 675 5000 530 4460 390
(] 7000 900 3700 165 5300 690 4200 540 3710 390
8 5200 890 2800 165 4000 680 3200 555 2785 405
10 4200 875 2200 165 3200 675 2500 525 2230 375
12 3500 875 1850 165 2650 675 2100 525 1855 375
14 3000 815 1600 150 2300 630 1800 495 1590 360
16 2600 815 1400 145 2000 630 1600 495 1390 360
18 2300 805 1250 125 1800 620 1400 485 1240 350
20 2050 805 1100 125 1600 620 1250 485 1115 350
ae=0.1D ae=0.05D ae=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth e [
ap [ange & range a
<D<@3 0.15D - :
o1 . 21<D<@3 0.1D
<D<
@3<D<Q6 0.3D 23<D 02D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.

B484




Cutting parameters for PML/PM series end mills -~

PML-4E % PM-4E * PML-4EL % PM-4EL k PM-4EBL/X(high speed side milling)

Cutting speed 300m/min 250 m/min 200 m/min 150 m/min 100 m/min
Ot | Cpued | entapesd] Cypued’ | Fentspent] T’ |Fentspent| T’ |Fosdspesd| S |Fond o
(min™) (min™) (min™) (min™) (min™)
6 15915 1705 13260 1420 10600 1135 7960 850 5300 570
8 11935 1700 9950 1400 7960 1130 5970 850 3980 570
10 9550 1660 7960 1380 6370 1110 4775 830 3180 550
12 7960 1660 6630 1380 5300 1110 3980 830 2650 550
14 6820 1545 5685 1290 4550 1030 3410 900 2275 515
16 5970 1545 4975 1290 3980 1030 2985 900 1990 5115
18 5305 1545 4420 1290 3540 1030 2650 900 1770 515
20 4775 1545 3980 1290 3180 1030 2390 900 1590 515
2:=0.05D 2:=0.03D
cm?r:(én;i?th ap=1.5D ap=1D
Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4. When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for PML/PM series end mills

PML-4EFP % PM-4EFP(general cutting)

Diameter RELHITY Feed speed ROZLT Feed speed RELZHIT Feed speed RO Feed speed RO Feed speed
(mm) Specy (mm/min) el (mm/min) ey (mm/min) SJpcl (mm/min) ey (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 7000 1170 3700 210 5300 900 4200 705 3710 510
8 5200 1155 2800 210 4000 885 3200 720 2785 525
10 4200 1140 2200 210 3200 875 2500 680 2230 490
12 3500 1140 1850 210 2650 875 2100 680 1855 490
16 2600 1065 1400 185 2000 815 1600 645 1390 470
20 2050 1045 1100 165 1600 805 1250 630 1115 455
ae=0.1D ae=0.05D 2e=0.03D
ap=1.2D ap=1.2D ap=1.2D
Maximum
cutting depth
ae=1D ae=1D
ap=0.5D ap=0.2D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills -~

PML-4EFP % PM-4EFP(high speed side milling)

Cutting speed 300m/min 250 m/min 200 m/min 150 m/min 100 m/min
Diameter RO Feed speed R Feed speed REEIIE Feed speed R Feed speed REEITE Feed speed
(mm) o (mm/min) EhseT (mm/min) SRt (mm/min) e (mm/min) EEses (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 15915 2215 13260 1845 10600 1475 7960 1105 5300 740
8 11935 2210 9950 1820 7960 1470 5970 1080 3980 740
10 9550 2160 7960 1795 6370 1445 4775 1080 3180 715
12 7960 2160 6630 1795 5300 1445 3980 1170 2650 715
16 5970 2010 4975 1680 3980 1340 2985 1170 1990 670
20 4775 2010 3980 1980 3180 1340 2390 1105 1590 670
ae=0.05D ae=0.03D
Maximum
cutting depth ap=1.2D ap=1D
Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for PML/PM series end mills

PML-6EPM-6E

Diameter RELEiT Feed speed RELELT Feed speed ROELE Feed speed RELEITY Feed speed ROELIT Feed speed
(mm) e (mm/min) Spcenl (mm/min) e (mm/min) gl (mm/min) Rl (mm/min)
(min™) (min™) (min™) (min™) (min™)

6 7000 1070 3700 195 5300 815 4200 650 3710 470

8 5200 1070 2800 195 4000 815 3200 660 2785 485

10 4200 1035 2200 195 3200 800 2500 630 2230 450

12 3500 1035 1850 195 2650 800 2100 630 1855 450

16 2600 975 1400 180 2000 750 1600 590 1390 435

20 2050 960 1100 150 1600 740 1250 580 1115 420

2e=0.05D ae=0.03D
Maximum _ _
cutting depth a=1.5D a=1.5D

Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills -~

PML-6EL % PM-6EL

Diameter RELHITY Feed speed ROZLT Feed speed RELZHIT Feed speed RO Feed speed RO Feed speed
(mm) Specy (mm/min) el (mm/min) ey (mm/min) SJpcl (mm/min) ey (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 5800 900 2650 140 4250 655 3600 555 3180 490
8 4400 900 2000 140 3180 655 2700 560 2390 495
10 3500 875 1600 140 2550 635 2150 530 1910 470
12 2900 875 1350 140 2120 635 1800 530 1590 470
16 2200 825 1000 125 1590 600 1350 500 1195 445
20 1750 810 800 110 1270 590 1050 495 955 440
2e=0.02D 2e=0.01D
Maximum
cutting depth ap=3D ap=3D

1.Please select high-precision machine and tool holder.
2.Please use air blow or cutting liquid with high mist retardant property.
3.Down milling is recommended in the case of side milling.
4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for PML/PM series end mills

PML-2B % PM-2B % PML-2BL % PM-2BL/M/X %
PML-2BFP % PM-2BFP(general cutting)

Diameter Rz Feed speed R Feed speed Rz Feed speed RS Feed speed REETE Feed speed
(mm) oo (mm/min) Ehses (mm/min) i (mm/min) phsee (mm/min) pRsec (mm/min)
(min™) (min™) (min™) (min™) (min™)

R0.5 40000 960 22300 240 32000 385 25000 330 22280 295
R1.0 24000 1080 11150 275 16000 480 13000 330 11140 295
R1.5 15500 1150 7400 350 10600 545 8500 335 7430 295
R2.0 11500 1150 5550 445 8000 665 6500 450 5570 385
R2.5 9500 1270 4450 445 6400 665 5000 455 4455 405
R3.0 8000 1270 3700 470 5300 700 4200 470 3715 420
R4.0 6000 1575 2750 550 4000 850 3200 535 2785 465
R5.0 4800 1455 2200 520 3200 785 2500 535 2230 465
R6.0 4000 1330 1850 520 2650 740 2100 505 1855 450
R8.0 3000 1270 1350 455 2000 725 1600 455 1395 395
R10.0 2400 1150 1100 445 1600 675 1250 400 1115 360

08

25

38

=g |

(-

o DA ap=0.1R
Maximum
cutting depth
ae=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills -~

PML-2B % PM-2B % PML-2BL % PM-2BL/M/X %
PML-2BFP PM-2BFP (high speed cutting)

cutting depth

ae=0.1R

Diameter | popq” | Foedapeod| ol |Feodspoed ToLol | Femtspoed| oot |Feodspeed | oo | Feod spen
(min™) (min™) (min™) (min™) (min™)
R3.0 15000 4800 11500 2750 9500 2250 7960 1885 6370 1510
R4.0 11500 3650 8950 2100 7150 1700 5970 1420 4775 1135
R5.0 9500 3000 7150 1700 5700 1350 4775 1130 3820 905
R6.0 7950 2500 5950 1400 4750 1100 3980 920 3180 735
R8.0 5950 1900 4450 1050 3550 850 2985 760 2390 610
R10.0 4750 1500 3550 850 2850 680 2390 570 1910 455
[\/\/\ ap=0.05R
Maximum

o
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1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
4 Make overhang of tool as short as possible in conditions of non-interference.

PML/PM series end mills

®
£
°
c
7}




"B MILLING 5ol Carbide End s 2

= Cutting parameters for PML/PM series end mills

PML-4B % PM-4B % PML-4BL % PM-4BL/M/X

Diameter RELHITY Feed speed ROZLT Feed speed RELZHIT Feed speed RO Feed speed RO Feed speed
(mm) Specy (mm/min) el (mm/min) ey (mm/min) SJpcl (mm/min) ey (mm/min)
(min™) (min™) (min™) (min™) (min™)
R1.5 15500 2055 7400 625 10600 975 8500 600 7430 525
R2.0 11500 2055 5550 795 8000 1190 6500 800 5570 685
R2.5 9500 2270 4450 795 6400 1190 5000 810 4455 720
R3.0 8000 2270 3700 840 5300 1245 4200 840 3715 745
R4.0 6000 2810 2750 985 4000 1515 3200 950 2785 825
R5.0 4800 2595 2200 925 3200 1405 2500 950 2230 825
R6.0 4000 2375 1850 925 2650 1320 2100 905 1855 800
R8.0 3000 2270 1350 815 2000 1295 1600 810 1395 705
R10.0 2400 2055 1100 795 1600 1200 1250 715 1115 640
A ap=0.1R
(7]
22 Maximum
a2 cutting depth
ER-
7 g ae=0.2R
@

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills ———~

PM-2BC

: : Pre-hardened steel, quenched and | Pre-hardened steel, quenched and Meaties) siesl
Workpiece material tempered steel tempered steel ~55HRC
~40HRC ~50HRC
Oomtr | P | e | Cu oottt n | Cpua” Feodimed v | Cpun® Feetimeed v
) (mm) (min™) (min™) (min™)
. 3 30000 300 0.03 30000 270 0.03 30000 240 0.03
0 5 30000 250 0.02 30000 225 0.02 30000 200 0.02
3 30000 330 0.03 30000 300 0.03 30000 265 0.03
R0.25 1.0°
5 30000 270 0.02 30000 245 0.02 30000 215 0.02
. 3 30000 350 0.03 30000 315 0.03 30000 280 0.03
o 5 30000 300 0.02 30000 270 0.02 30000 240 0.02
) 5 30000 300 0.03 30000 270 0.03 30000 240 0.03
09 8 30000 250 0.02 30000 225 0.02 30000 200 0.02
5 30000 350 0.03 30000 315 0.03 30000 280 0.03
8 30000 300 0.02 30000 270 0.02 30000 240 0.02
R0.30 1.0° 10 30000 270 0.02 30000 245 0.02 30000 215 0.02
12 30000 250 0.015 30000 225 0.015 30000 200 0.015
15 30000 250 0.01 30000 225 0.01 30000 200 0.01 o
3 8 30000 350 0.03 30000 315 0.03 30000 280 0.03 g @
1o 15 30000 300 0.01 30000 270 0.01 30000 240 0.01 § E
0.5° 8 30000 350 0.05 30000 315 0.05 30000 280 0.05 ;-g, s
12 30000 300 0.04 30000 270 0.04 30000 240 0.04
RO.40 1o° 8 30000 400 0.05 30000 360 0.05 30000 320 0.05 %
12 30000 350 0.04 30000 315 0.04 30000 280 0.04 g
. 8 30000 450 0.05 30000 405 0.05 30000 360 0.05 é
1o 12 30000 400 0.04 30000 360 0.04 30000 320 0.04 g
10 22000 450 0.05 22000 405 0.05 22000 360 0.05 %
15 22000 400 0.04 22000 360 0.04 22000 320 0.04 DEC
0.5° 20 22000 370 0.03 22000 335 0.03 22000 295 0.03 "3
25 22000 350 0.01 22000 315 0.01 22000 280 0.01 ‘é
30 22000 320 0.005 22000 290 0.005 22000 255 0.005 g
R0.50 10 22000 500 0.05 22000 450 0.05 22000 400 0.05 %
15 22000 450 0.04 22000 405 0.04 22000 360 0.04 §
B 20 22000 430 0.02 22000 390 0.02 22000 345 0.02
10 25 22000 400 0.015 22000 360 0.015 22000 320 0.015
30 22000 360 0.01 22000 325 0.01 22000 290 0.01
35 22000 320 0.005 22000 290 0.005 22000 255) 0.005
AN ap
Maximum cutting depth F/\
<0.1R(R<0.5)
<0.2R(R>0.5)
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~———— Cutting parameters for PML/PM series end mills

PM-2BC

: : Pre-hardened steel, quenched and | Pre-hardened steel, quenched and Meaties) siesl
Workpiece material tempered steel tempered steel ~55HRC
~40HRC ~50HRC

Diameter Tagrfglza'f Egﬁ;‘tixe Rso;:zr;g Feedspeed|  ap R;’S:izg Feed speed|  ap R;’;Zggg Feed speed|  ap
(mm) ) (mm) (min”) (mm/min) (mm) (min’) (mm/min) (mm) (min”) (mm/min) (mm)
10 22000 530 0.05 22000 475 0.05 22000 425 0.05
1.5° 15 22000 500 0.04 22000 450 0.04 22000 400 0.04
20 22000 460 0.02 22000 415 0.02 22000 370 0.02
R0.50 . 15 22000 600 0.04 22000 540 0.04 22000 480 0.04
2 20 22000 500 0.02 22000 450 0.02 22000 400 0.02
3° 20 22000 550 0.03 22000 495 0.03 22000 440 0.03
5° 20 22000 600 0.03 22000 540 0.03 22000 480 0.03
3 12 22000 500 0.05 22000 450 0.05 22000 400 0.05
09 24 22000 400 0.02 22000 360 0.02 22000 320 0.02
N 12 22000 550 0.05 22000 495 0.05 22000 440 0.05
R0-60 10 24 22000 450 0.02 22000 405 0.02 22000 360 0.02
. 12 22000 600 0.05 22000 540 0.05 22000 480 0.05
o 24 22000 550 0.02 22000 495 0.02 22000 440 0.02

10 20000 600 0.1 20000 540 0.1 20000 480 0.1
0.5° 15 20000 550 0.08 20000 495 0.08 20000 440 0.08
30 20000 500 0.02 20000 450 0.02 20000 400 0.02

10 20000 650 0.1 20000 585 0.1 20000 520 0.1
RO.75 1o° 15 20000 600 0.08 20000 540 0.08 20000 480 0.08
20 20000 550 0.05 20000 495 0.05 20000 440 0.05
30 20000 530 0.02 20000 480 0.02 20000 425 0.02

10 20000 700 0.1 20000 630 0.1 20000 560 0.1
1.5° 15 20000 650 0.08 20000 585 0.08 20000 520 0.08
30 20000 600 0.02 20000 540 0.02 20000 480 0.02
20 18000 800 0.05 18000 720 0.05 18000 640 0.05
0.5° 30 18000 650 0.03 18000 585 0.03 18000 520 0.03
40 18000 500 0.02 18000 450 0.02 18000 400 0.02
20 18000 900 0.05 18000 810 0.05 18000 720 0.05
R1.0 25 18000 850 0.04 18000 765 0.04 18000 680 0.04
B 30 18000 800 0.03 18000 720 0.03 18000 640 0.03
10 35 18000 750 0.03 18000 675 0.03 18000 600 0.03
40 18000 600 0.02 18000 540 0.02 18000 480 0.02
50 18000 550 0.02 18000 495 0.02 18000 440 0.02

AN ap
Maximum cutting depth F/\
<0.1R(R<0.5)
<0.2R(R>0.5)
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Cutting parameters for PML/PM series end mills ———~

PM-2BC

Pre-hardened steel, quenched and | Pre-hardened steel, quenched and Meaties) siesl
Workpiece material tempered steel tempered steel ~55HRC
~40HRC ~50HRC
Diameter Taper half | Effective | Rotating Feed speed - Rotating Feed speed - Rotating Feed speed -
(mm) Englts length gyl (mm/min) (mm) el (mm/min) (mm) SJCED (mm/min) (mm)
) (mm) (min™) (min™) (min™)
20 18000 1000 0.05 18000 900 0.05 18000 800 0.05
1.5° 30 18000 900 0.03 18000 810 0.03 18000 720 0.03
40 18000 750 0.03 18000 675 0.03 18000 600 0.03
R1.0 - 30 18000 900 0.04 18000 810 0.04 18000 720 0.04
40 18000 850 0.03 18000 765 0.03 18000 680 0.03
30 18000 1000 0.04 18000 900 0.04 18000 800 0.04
30
40 18000 900 0.03 18000 810 0.03 18000 720 0.03
30 16000 1100 0.1 16000 990 0.1 16000 880 0.1
0.5° 40 16000 950 0.06 16000 855 0.06 16000 760 0.06
R15 50 16000 800 0.03 16000 720 0.03 16000 640 0.03
’ 30 16000 1200 0.1 16000 1080 0.1 16000 960 0.1
1.0° 40 16000 1000 0.06 16000 900 0.06 16000 800 0.06
50 16000 850 0.03 16000 765 0.03 16000 680 0.03 o
30 16000 1300 0.1 16000 1170 0.1 16000 1040 0.1 E @
R1.5 1.5° 40 16000 1100 0.06 16000 990 0.06 16000 880 0.06 g _5
==
50 16000 950 0.03 16000 855 0.03 16000 760 0.03 : g ®
R2.0 0.5° 60 14000 1100 0.1 14000 990 0.1 14000 880 0.1 :
B (2]
1.0° 60 14000 1100 0.1 14000 990 0.1 14000 880 0.1 %
©
c
[}
%]
Q0
FAA ap 3
=
a
. - -
Maximum cutting depth E
<0.1R(R<0.5) ]
<0.2R(R=>0.5) 2
[0}
@
IS
©
©
o
(=2}
£
=
(&}

1.Please select high-precision machine and tool holder. When vibration and abnormal noise occur during machining, please reduce axial
cutting depth ap.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Reduce feed speed correspondingly when rotating speed is low.

4 Because machining conditions such as machine and allowance for machining may vary, please adjust the parameters based on actual
requirements.
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= Cutting parameters for PML/PM series end mills

PML-2R%* PM-2R

Diameter Gz Feed speed RELELT Feed speed ROELE Feed speed RELEITY Feed speed ROELIT Feed speed
(mm) e (mm/min) Spcenl (mm/min) e (mm/min) gl (mm/min) Rl (mm/min)
(min™) (min™) (min™) (min™) (min™)
1 20000 240 20000 75 20000 195 20000 145 20000 95
2 15000 385 11150 100 15000 335 13000 215 11140 130
3 14000 655 7500 145 10600 505 8500 395 7430 245
4 10800 675 5500 155 8000 515 6500 405 5570 245
5 8200 695 4500 155 6400 540 5000 425 4460 260
6 7000 720 3700 170 5300 655 4200 435 3710 260
8 5200 720 2800 170 4000 555 3200 440 2785 275
10 4200 695 2200 170 3200 535 2500 420 2230 255
12 3500 695 1850 170 2650 535 2100 420 1855 255
2e=0.1D 2e=0.05D 2e=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
a:=10 Diameter | Cutting depth . .
range ap Diameter | Cutting depth
a  ©1<D<@3 0.15D o o
@1<D<d3 0.1D
@3<D<@6 0.3D
@3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for PML/PM series end mills -~

PML-4R 4 PML-4R-H* PM-4R* PM-4R-H* PML-4RFP
PM-4RFP % PM-4RBL/M/X* PM-4RBL/M/X-H

Diameter RGN Feed speed REUEI Feed speed R Feed speed REILY Feed speed R Feed speed
(mm) el (mm/min) EhseT (mm/min) Tpesl (mm/min) Ere (mm/min) STpCsl (mm/min)
(min™) (min™) (min™) (min™) (min™)
3 14000 985 7500 175 10600 755 8500 590 7430 435
4 10800 1010 5500 175 8000 770 6500 600 5570 445
5 8200 1055 4500 175 6400 805 5000 640 4460 470
6 7000 1080 3700 195 5300 830 4200 650 3710 470
8 5200 1070 2800 195 4000 815 3200 660 2785 485
10 4200 1055 2200 195 3200 805 2500 625 2230 450
12 3500 1055 1850 195 2650 805 2100 625 1855 450
16 2600 985 1400 175 2000 755 1600 590 1390 435
ae=0.1D ae=0.05D 2e=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
a=1b Diameter | Cutting depth . .
range ap Diameter | Cutting depth
ap  ©1<D<g3 0.15D — a
21<D<@3 0.1D
@3<D<@6 0.3D
a3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for PML/PM series end mills

PM-4H»* PM-4HL

Standard:
Diameter X REETS| Feed speed R Feed speed REEITE Feed speed o) Feed speed ROEITE Feed speed
Corner radius e (mm/min) S (mm/min) pEces (mm/min) phsed (mm/min) SRsse (mm/min)
(min™) (min™) (min™) (min™) (min™)
3.0xR0.8 10500 6250 8500 4500 7450 3900 5300 2600 3200 995
4.0xR1.0 7950 6600 6350 4800 5550 4200 4000 2750 2400 1050
5.0xR1.2 6350 7000 5100 5100 4450 4450 3200 2850 1900 1150
6.0xR1.0
5300 7000 4250 5100 3700 4450 2650 2850 1600 1150
6.0xR1.5
8.0xR1.0
4550 7000 3200 5100 2800 4450 2000 2850 1200 1150
8.0xR2.0
10.0xR1.0
10.0xR2.0 3200 7000 2550 5100 2250 4450 1600 2850 955 1150
12.0xR2.0
2650 7000 2100 5100 1850 4450 1350 2850 795 1150
12.0xR3.0
&
o = : Maximum ap=0.5mm Maximum ap=0.4mm Maximum ap=0.2mm
o
38
7 g i ae=0.5D
g |
Maximum
cutting depth ap=0.2R

(@]
c
=
>
«
Eel
53
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3
[0}
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g
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3.Down milling is recommended.
4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

below when overhang is different.

1.Please select high-precision machine and tool holder.

speed and feed speed stated above correspondingly.
5.Make overhang of tool as short as possible in conditions of non-interference.
6.The above cutting parameters are based on contour machining when overhang L/D<4. Please make adjustments according to the table

Different cutting parameters under different overhang of tool:

2.Please use air blow or cutting liquid with high mist retardant property.

L/ID<4 100% 100% 100%
L/D=5 80%~90% 70%~90% 80%~90%
L/D=6 60%~80% 50%~70% 60%~80%
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Cutting parameters for PML/PM series end mills -~

PM-4H»* PM-4HL

High speed:

Diameter X Ay Feed speed R Feed speed ROELTE Feed speed Rz Feed speed ROk Feed speed
Corner radius spee1d (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min)
(min™) (min™) (min™) (min™) (min™)
3.0xR0.8 21000 12500 21000 12000 16000 8400 16000 7850 10500 3300
4.0xR1.0 16000 13000 16000 12000 12000 9000 12000 8200 7950 3550
5.0xR1.2 12500 14000 12500 12500 9550 9550 9550 8600 6350 3800
6.0xR1.0
10600 14000 10600 12700 7950 9550 7950 8600 5300 3800
6.0xR1.5
8.0xR1.0
7950 14000 7950 12700 5950 9550 5950 8600 4000 3800
8.0xR2.0
Ul 6350 14000 6350 12700 4750 9550 4750 8600 3200 3800
10.0xR2.0
12.0xR2.0 5300 14000 5300 12700 4000 9550 4000 8600 2650 3800
12.0xR3.0
Maximum ap=0.4mm Maximum ap=0.2mm Maximum ap=0.1mm : § “
8=
8E
a:=0.3D ‘=2
‘o @
Maximum »n
cutting depth ap=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

6.The above cutting parameters are based on contour machining when overhang L/D<4. Please make adjustments according to the table

©
IS
he]
c
)
n
2
=
@
»
=
[a
=
4
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o
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9]
2
©
£
©
o
©
a
=)
£
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O

below when overhang is different.

Different cutting parameters under different overhang of tool:

L/ID<4 100% 100% 100%
L/D=5 60%~80% 60%~80% 60%~80%
L/D=6 40%~60% 40%~60% 40%~60%
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~———— Cutting parameters for GM series end mills

GM-2E* GM-2EL X GM-2EBL/X

Gt ezl Al | Gatsem stesl Al Pre-hardened steel, Pre-hardened steel,
Workpiece Cast iron, Nodular » Aoy AI%Y 1 quenched and . quenched and
X f steel steel Stainless steel
material cast iron ~750N/mm? ~30HRC tempered steel tempered steel
~40HRC ~50HRC
. Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Diameter
(mm) spee1d speed spee1d speed spee1d speed speeg speed spee1d speed spee1d speed
(min”) |(mm/min)| (min”) |(mMm/min)| (min") |(mm/min)| (min”") |(mMmm/min)| (min") |(mm/min)| (min”) |(mm/min)
1 20000 165 20000 165 20000 135 20000 135 20000 50 20000 100
2 15000 265 15000 265 15000 240 15000 235 11150 70 13000 150
3 14000 455 14000 455 13000 420 10600 350 7500 100 8500 275
4 10800 465 10800 465 10000 430 8000 355 5500 110 6500 280
5 8200 485 8200 485 7600 450 6400 370 4500 110 5000 295
6 7000 500 7000 500 6400 460 5300 385 3700 115 4200 300
8 5200 495 5200 495 4800 455 4000 380 2800 115 3200 305
10 4200 485 4200 485 3800 450 3200 370 2200 115 2500 290
12 3500 485 3500 485 3200 450 2650 370 1850 115 2100 290
14 3000 455 3000 455 2700 420 2300 350 1600 110 1800 275
16 2600 455 2600 455 2400 420 2000 350 1400 100 1600 275
18 2300 445 2300 445 2100 410 1800 345 1250 100 1400 270
20 2050 445 2050 445 1900 410 1600 345 1100 100 1250 270
ae=0.1D ae=0.05D
ap=1D ap=1D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap
P1<D<@3 0.15D ap=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.
5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for GM series end mills ————~

GM-2F % GM-2FL

"
=
)
=
i@
i o
1 8
=)
D

Gt ezl Al | Gatsem stesl Al Pre-hardened steel, Pre-hardened steel,
Workpiece Cast iron, Nodular » Aoy AI%Y 1 quenched and . quenched and
X f steel steel Stainless steel
material cast iron ~750N/mm? ~30HRC tempered steel tempered steel
~40HRC ~50HRC
. Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Diameter
(mm) spee1d speed spee1d speed spee1d speed speeg speed spee1d speed spee1d speed
(min”) |(mm/min)| (min”) |(mMm/min)| (min") |(mm/min)| (min”") |(mMmm/min)| (min") |(mm/min)| (min”) |(mm/min)
1 20000 115 20000 115 20000 95 20000 95 20000 35 20000 70
2 15000 185 15000 185 15000 170 15000 165 11150 50 13000 105
3 14000 320 14000 320 13000 295 10600 245 7500 70 8500 190
4 10800 325 10800 325 10000 300 8000 250 5500 80 6500 195
5 8200 340 8200 340 7600 315 6400 260 4500 80 5000 205
6 7000 350 7000 350 6400 320 5300 270 3700 80 4200 210
8 5200 345 5200 345 4800 320 4000 265 2800 80 3200 210
10 4200 340 4200 340 3800 315 3200 260 2200 80 2500 200
12 3500 340 3500 340 3200 315 2650 260 1850 80 2100 200
14 3000 320 3000 320 2700 295 2300 245 1600 80 1800 190
16 2600 320 2600 320 2400 295 2000 245 1400 70 1600 190
18 2300 310 2300 310 2100 290 1800 240 1250 70 1400 190
20 2050 310 2050 310 1900 290 1600 240 1100 70 1250 190
ae=0.1D ae=0.05D
ap=1D ap=1D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap
P1<D<@3 0.15D ap=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for GM series end mills

GM-2EX

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) speef1d speed speegcl speed spegg speed spee:1d speed spee_1d speed spqu speed
(min”) | (mm/min)| (min”) |[(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)
6 5800 375 5800 375 5300 345 4250 275 2650 60 3600 230
8 4400 375 4400 375 4000 345 3180 275 2000 60 2700 235
10 3500 365 3500 365 3200 330 2550 265 1600 60 2150 220
12 2900 365 2900 365 2650 330 2120 265 1350 60 1800 220
16 2200 345 2200 345 2000 315 1590 250 1000 50 1350 210
20 1750 340 1750 340 1600 310 1270 245 800 45 1050 205
ae=0.02D
Maximum cutting ap=3D
depth
(]
=3
Q.
3
&

7]
o
g
o !
Q
=
g
Q|
(]

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.
5.Make overhang of tool as short as possible in conditions of non-interference.

S|jiw pus sauds [\ Jo} sisjoweled Bumng
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Cutting parameters for GM series end mills -~

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) speef1d speed speegd speed spegg speed spe%d speed spee_1d speed specad speed
(min”) | (mm/min)| (min”) |[(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)
6 7000 650 7000 650 6400 600 5300 500 3700 150 4200 390
8 5200 645 5200 645 4800 590 4000 495 2800 150 3200 395
10 4200 630 4200 630 3800 585 3200 480 2200 150 2500 380
12 3500 630 3500 630 3200 585 2650 480 1850 150 2100 380
16 2600 590 2600 590 2400 545 2000 455 1400 130 1600 355
20 2050 580 2050 580 1900 530 1600 450 1100 130 1250 350
ae=0.1D ae=0.05D
ap=1 D ap=1 D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap 2:=1D
ap
@1<D<@3 0.15D av=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.
3.Please use air blow or cutting liquid with high mist retardant property.
4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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~———— Cutting parameters for GM series end mills

GM-3E X GM-3EL

Gt ezl Al | Gatsem stesl Al Pre-hardened steel, Pre-hardened steel,
Workpiece Cast iron, Nodular » Aoy AI%Y 1 quenched and . quenched and
X f steel steel Stainless steel
material cast iron ~750N/mm? ~30HRC tempered steel tempered steel
~40HRC ~50HRC
. Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Diameter
(mm) spee1d speed spee1d speed spee1d speed speeg speed spee1d speed spee1d speed
(min”) |(mm/min)| (min”) |(mMm/min)| (min") |(mm/min)| (min”") |(mMmm/min)| (min") |(mm/min)| (min”) |(mm/min)
1 20000 215 20000 215 20000 175 20000 175 20000 65 20000 130
2 15000 345 15000 345 15000 310 15000 305 11150 90 13000 195
3 14000 590 14000 590 13000 546 10600 455 7500 130 8500 360
4 10800 600 10800 605 10000 560 8000 460 5500 145 6500 365
5 8200 630 8200 630 7600 585 6400 480 4500 145 5000 380
6 7000 650 7000 650 6400 600 5300 500 3700 150 4200 390
8 5200 645 5200 645 4800 590 4000 495 2800 150 3200 400
10 4200 630 4200 630 3800 585 3200 480 2200 150 2500 380
12 3500 630 3500 630 3200 585 2650 480 1850 150 2100 380
14 3000 590 3000 590 2700 545 2300 455 1600 145 1800 360
16 2600 590 2600 590 2400 545 2000 455 1400 130 1600 360
18 2300 580 2300 580 2100 530 1800 450 1250 130 1400 350
20 2050 580 2050 580 1900 530 1600 450 1100 130 1250 350
ae=0.1D ae=0.05D
ap=1D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap
P1<D<@3 0.15D ap=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.
5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for GM series end mills ————~

GM-4E-G* GM-4EL-G* GM-4EBL/X-G

o Pre-hardened steel, Pre-hardened steel,
Workpiece Cast iron, Nodular » Aoy - Aoy quenched and ) quenched and
X ; steel steel Stainless steel
material cast iron ~750N/mm? ~30HRC tempered steel tempered steel
~40HRC ~50HRC
D Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed
(min”) | (mm/min)| (min") |(mm/min)| (min”) |(mm/min)| (min") |(mMm/min)| (min") |(mm/min)| (min”) | (mm/min)
1 20000 225 20000 225 20000 180 20000 180 20000 80 20000 135
2 15000 360 15000 360 15000 325 15000 315 11150 90 13000 200
3 14000 610 14000 610 13000 570 10600 470 7500 110 8500 370
4 10800 630 10800 630 10000 575 8000 480 5500 115 6500 380
5 8200 660 8200 660 7600 600 6400 505 4500 115 5000 400
6 7000 675 7000 675 6400 620 5300 515 3700 120 4200 405
8 5200 665 5200 665 4800 610 4000 510 2800 120 3200 415
10 4200 660 4200 660 3800 600 3200 505 2200 120 2500 390
12 3500 660 3500 660 3200 600 2650 505 1850 120 2100 390
14 3000 610 3000 610 2700 570 2300 470 1600 115 1800 370
16 2600 610 2600 610 2400 570 2000 470 1400 110 1600 370
18 2300 600 2300 600 2100 560 1800 460 1250 95 1400 365
20 2050 600 2050 600 1900 560 1600 460 1100 95 1250 365
ae=0.1D ae=0.05D
ap=1.5D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap 21<D<@3 0.15D ap=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference
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~———— Cutting parameters for GM series end mills

GM-4F-G* GM-4FL-G

N T Pre-hardened steel, Pre-hardened steel,
Workpiece Cast iron, Nodular » Aoy AI%Y 1 quenched and ) quenched and
X i steel steel Stainless steel
material cast iron ~750N/mm? ~30HRC tempered steel tempered steel
~40HRC ~50HRC
D Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee1d speed spee1d speed spee1d speed speeg speed spee1d speed spee1d speed
(min”) | (mm/min)| (min”) |(mMm/min)| (min”) |(mm/min)| (min”) |(Mmm/min)| (min") |(mm/min)| (min”) | (mm/min)
1 20000 160 20000 160 20000 125 20000 125 20000 55 20000 95
2 15000 250 15000 250 15000 230 15000 220 11150 65 13000 140
3 14000 430 14000 430 13000 400 10600 330 7500 80 8500 260
4 10800 440 10800 440 10000 400 8000 335 5500 80 6500 265
5 8200 460 8200 460 7600 420 6400 355 4500 80 5000 280
6 7000 470 7000 470 6400 435 5300 360 3700 85 4200 285
8 5200 465 5200 465 4800 430 4000 360 2800 85 3200 290
10 4200 460 4200 460 3800 420 3200 355 2200 85 2500 275
12 3500 460 3500 460 3200 420 2650 355 1850 80 2100 275
14 3000 430 3000 430 2700 400 2300 330 1600 80 1800 260
16 2600 430 2600 430 2400 400 2000 330 1400 80 1600 260
18 2300 420 2300 420 2100 390 1800 325 1250 70 1400 255
20 2050 420 2050 420 1900 390 1600 325 1100 70 1250 255
ae=0.1D 2e=0.05D
ap=1.5D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap a:=1D
ap @1<D<@3 0.15D 2p=0.05D
@3<D 0.3D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.
4. When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for GM series end mills -~

GM-4EX-G

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee_1d speed spen—ad speed specad speed speegcl speed spee_1d speed spe%d speed
(min”) | (mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)
6 5800 475 5800 475 5300 430 4250 340 2650 70 3600 290
8 4400 475 4400 475 4000 430 3180 340 2000 70 2700 290
10 3500 460 3500 460 3200 420 2550 330 1600 70 2150 280
12 2900 460 2900 460 2650 420 2120 330 1350 70 1800 280
16 2200 430 2200 430 2000 390 1590 315 1000 65 1350 260
20 1750 430 1750 430 1600 385 1270 310 800 60 1050 255
ae=0.02D
Maximum cutting ap=3D
depth

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference
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~———— Cutting parameters for GM series end mills

GM-4E % GM-4EL X GM-4EBL/X

N T Pre-hardened steel, Pre-hardened steel,
Workpiece Cast iron, Nodular » Aoy AI%Y 1 quenched and ) quenched and
X i steel steel Stainless steel
material cast iron ~750N/mm? ~30HRC tempered steel tempered steel
~40HRC ~50HRC
D Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee1d speed spee1d speed spee1d speed speeg speed spee1d speed spee1d speed
(min”) | (mm/min)| (min”) |(mMm/min)| (min”) |(mm/min)| (min”) |(Mmm/min)| (min") |(mm/min)| (min”) | (mm/min)
1 20000 250 20000 250 20000 200 20000 200 20000 90 20000 150
2 15000 400 15000 400 15000 360 15000 350 11150 100 13000 225
3 14000 680 14000 680 13000 630 10600 525 7500 120 8500 410
4 10800 700 10800 700 10000 640 8000 535 5500 125 6500 420
5 8200 730 8200 730 7600 670 6400 560 4500 125 5000 440
6 7000 750 7000 750 6400 690 5300 515) 3700 135 4200 450
8 5200 740 5200 740 4800 680 4000 565 2800 135 3200 460
10 4200 730 4200 730 3800 670 3200 560 2200 135 2500 435
12 3500 730 3500 730 3200 670 2650 560 1850 135 2100 435
14 3000 680 3000 680 2700 630 2300 525 1600 125 1800 410
16 2600 680 2600 680 2400 630 2000 525 1400 120 1600 410
18 2300 670 2300 670 2100 620 1800 515 1250 105 1400 405
20 2050 670 2050 670 1900 620 1600 515 1100 105 1250 405
ae=0.1D ae=0.05D
ap=1.5D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap 21<D<@3 0.15D
ap=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.
5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for GM series end mills -~

D Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) sp_ecad speez_ﬂ sp<_9e_1d speeq spc_ae_A1d speeq spc_eef.l speec_i spc_ae_1d spee(_i spc_aegd speec_i
(min”) | (mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)
6 7000 975 7000 975 6400 900 5300 750 3700 175 4200 585
8 5200 960 5200 960 4800 995 4000 735 2800 175 3200 600
10 4200 950 4200 950 3800 970 3200 730 2200 175 2500 565
12 3500 950 3500 950 3200 970 2650 730 1850 175 2100 565
16 2600 885 2600 885 2400 820 2000 680 1400 155 1600 535
20 2050 870 2050 870 1900 805 1600 670 1100 135 1250 525
ae=0.1D ae=0.05D
ap=1.2D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap @1<D<@3 0.15D
ap=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed

stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for GM series end mills

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spe(-.;d speed spee_1d speed spe(ad speed spe(-ad speed spec-ﬂd speed spee_1d speed
(min”) | (mm/min)| (min") |(mm/min)| (min”) |(mm/min)| (min") |(mm/min)| (min”) |(mm/min)| (min") |(mm/min)
6 7000 890 7000 890 6400 820 5300 680 3700 160 4200 540
8 5200 890 5200 890 4800 820 4000 680 2800 160 3200 550
10 4200 860 4200 860 3800 800 3200 665 2200 160 2500 520
12 3500 860 3500 860 3200 800 2650 665 1850 160 2100 520
14 3000 810 3000 810 2700 750 2300 625 1600 150 1800 490
16 2600 810 2600 810 2400 750 2000 625 1400 150 1600 490
18 2300 800 2300 800 2100 740 1800 615 1250 125 1400 485
20 2050 800 2050 800 1900 740 1600 615 1100 125 1250 485
ae=0.05D
ap=1.5D
Maximum cutting

depth

7
o 2
S 5
o.g-g
ER
:5
» g
)

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise ma
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for GM series end mills -~

GM-6EL

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee_n:i speed spe(ad speed spec-ﬂd speed spee_1d speed speef1d speed spe(ad speed
(min”) | (mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min") |(mm/min)| (min”) |(mm/min)| (min”) | (mm/min)
6 5800 750 5800 750 5300 685 4250 545 2650 115 3600 460
8 4400 750 4400 750 4000 685 3180 545 2000 115 2700 465
10 3500 730 3500 730 3200 665 2550 530 1600 115 2150 440
12 2900 730 2900 730 2650 665 2120 530 1350 115 1800 440
14 2500 685 2500 685 2300 625 1820 500 1150 105 1550 415
16 2200 685 2200 685 2000 625 1590 500 1000 105 1350 415
18 1950 675 1950 675 1800 615 1420 490 900 90 1200 410
20 1750 675 1750 675 1600 615 1270 490 800 90 1050 410
ae=0.02D
Maximum cutting ap=3D
depth

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4 When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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~———— Cutting parameters for GM series end mills

: : Cast iron, Carbon steel, Alloy Carbon steel, Alloy steel Pre-hardened steel, quenched :
Workpiece material steel . ~30HRC and tempered steel Stainless steel
~750N/mm ~40HRC
Di(anTrﬁ;er Iﬁf;?]CthKe R;)S';g;g SF"ZZ(:’ (nf‘ﬁq) R;;::;g ST’ZZ% (rr?:n) R:;:ggg S';ZZ?’ (n?:n) R:‘:.Zg:‘;g S';ZZ(; (n?:n)
(mm) (min”) | (mm/min) (min”) | (mm/min) (min”) | (mm/min) (min”) | (mm/min)

4 28000 500 0.023 28000 400 0.021 28000 250 0.018 25000 200 0.014
0.5 6 22000 400 0.007 22000 350 0.06 22000 150 0.005 20000 150 0.004
8 18000 300 0.005 18000 300 0.005 18000 150 0.004 20000 150 0.003
4 32000 900 0.057 32000 600 0.053 32000 600 0.044 25000 400 0.035
6 26000 700 0.036 26000 450 0.034 26000 400 0.028 21000 300 0.022
08 8 22000 500 0.026 22000 350 0.024 22000 300 0.02 18000 200 0.016
10 22000 500 0.01 22000 350 0.01 22000 300 0.008 18000 200 0.006

4 2900 1300 0.08 27000 1000 0.08 26000 900 0.07 20000 600 0.05

6 29000 1300 0.07 27000 1000 0.07 26000 900 0.06 20000 600 0.04

8 24000 900 0.05 23000 800 0.04 22000 700 0.04 18000 400 0.03

10 10 20000 700 0.03 19000 600 0.03 18000 500 0.03 15000 300 0.02

12 20000 700 0.02 19000 600 0.02 18000 500 0.02 15000 300 0.01
o 14 18000 500 0.015 15000 400 0.01 15000 360 0.01 12000 200 0.008
o % 6 25000 1100 0.09 23000 1000 0.08 22000 900 0.07 17000 600 0.05
;_ g 8 21000 900 0.07 20000 700 0.07 19000 700 0.05 14000 400 0.04
& % 12 10 21000 900 0.06 20000 700 0.05 19000 700 0.04 14000 400 0.03
12 18000 700 0.04 17000 600 0.04 16000 500 0.03 11000 300 0.02

%:: 6 20000 1200 0.15 18000 1000 0.14 18000 900 0.11 14000 600 0.09
§ 8 19000 900 0.1 16000 800 0.1 15000 700 0.08 12000 400 0.07

QO
g 1.5 10 19000 900 0.09 16000 800 0.08 15000 700 0.06 12000 400 0.05
% 12 19000 900 0.07 16000 800 0.06 15000 700 0.05 12000 400 0.04
gh 14 19000 700 0.06 16000 650 0.05 15000 630 0.04 12000 360 0.03
é 6 16000 1300 0.34 15000 1100 0.31 14000 1000 0.26 11000 700 0.21
3 8 16000 1300 0.29 15000 1100 0.26 14000 1000 0.22 11000 700 0.18
Z 20 10 14000 900 0.26 1300 800 0.24 12000 700 0.20 9000 500 0.16
S— 12 14000 900 0.14 13000 800 0.13 12000 700 0.11 9000 500 0.09
@ 14 14000 900 0.10 13000 800 0.1 12000 700 0.09 9000 500 0.07
16 14000 900 0.08 13000 800 0.08 12000 700 0.07 9000 500 0.06
Maximum cutting
depth | Ap (Once cutting depth)
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\ Solid Carbide End Mills

Cutting parameters for GM series end mills ————~

Cast iron, Carbon steel, Alloy Gt clzall, Allay sl Pre-hardened steel, quenched
Workpiece material steel ~30HRC y and tempered steel Stainless steel
~750N/mm* ~40HRC
. Effective | Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Dl(anTrﬁ;er length speed speed (n?r;) speed speed (rr?:n) speed speed (n?l?n) speed speed (n?:n)
(mm) (min™) | (mm/min) (min™) | (mm/min) (min™) | (mm/min) (min™) | (mm/min)
8 13000 1300 0.42 12000 1100 0.39 11000 1000 0.33 9000 700 0.26
10 13000 1300 0.36 12000 1100 0.33 11000 1000 0.28 9000 700 0.22
12 13000 1300 0.24 12000 1100 0.23 11000 1000 0.19 9000 700 0.15
2.5 14 12000 900 0.18 10000 800 0.17 9000 700 0.14 7000 500 0.11
16 12000 900 0.13 10000 800 0.12 9000 700 0.09 7000 500 0.08
18 12000 800 0.11 10000 720 0.10 9000 630 0.07 7000 450 0.07
20 12000 800 0.09 10000 720 0.08 9000 630 0.05 7000 450 0.05
6 11000 1300 0.42 10000 1100 0.39 10000 1000 0.32 8000 700 0.27
8 11000 1300 0.39 10000 1100 0.36 10000 1000 0.30 8000 700 0.24
10 11000 1300 0.31 10000 1100 0.29 10000 1000 0.24 8000 700 0.19
3.0 12 11000 1100 0.29 10000 1000 0.27 10000 900 0.22 8000 650 0.16
’ 14 11000 1100 0.27 10000 1000 0.25 10000 900 0.20 8000 650 0.15
16 10000 850 0.22 10000 750 0.20 9000 650 0.17 6000 450 0.13  ®
18 10000 850 0.16 10000 750 0.14 9000 650 0.12 6000 450 0.10 3 %’
20 10000 850 0.12 10000 750 0.10 9000 650 0.08 6000 450 0.07 g .g
= S
12 8000 1300 0.42 7000 1100 0.38 7000 1000 0.32 6000 700 0.26 ] Z ©
40 16 8000 1100 0.39 7000 1000 0.35 7000 900 0.30 6000 650 0.24 ‘
. ©
20 7000 900 0.34 7000 800 0.30 6000 700 0.27 5000 500 0.20 E
25 7000 900 0.30 7000 800 0.27 6000 700 0.24 5000 500 0.15 g
5.0 16 6000 1200 0.49 6000 1000 0.45 5000 1000 0.38 5000 600 0.30 é
. [
25 5000 800 0.45 5000 720 0.42 5000 700 0.35 5000 600 0.25 g
O
8
4
[0]
@
IS
Maximum cutting ) %
depth | Ap (Once cutting depth) g
=
=]
(&)

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4. Reduce feed speed correspondingly when rotating speed is low.
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= Cutting parameters for GM series end mills

Diameter e Feed speed REEkT Feed speed Rz Feed speed e Feed speed REELT Feed speed
(mm) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min) spee1d (mm/min)
(min™) (min™) (min™) (min™) (min™)
0.3 32000 115 32000 115 32000 115 32000 80 32000 40
0.4 32000 125 32000 125 32000 125 32000 90 27500 50
0.5 32000 125 32000 125 29500 125 25000 90 22000 50
0.6 32000 125 32000 125 24500 125 21000 90 18500 50
0.7 32000 125 32000 125 24500 125 21000 90 18500 50
0.8 24500 125 24500 125 18500 125 15500 90 13500 50
0.9 24500 125 24500 125 18500 125 15500 90 13500 50
1.0 21000 140 25000 165 16800 130 14500 90 10000 50
1.5 13000 140 15000 165 11800 130 10000 90 7000 50
2.0 13000 160 15000 185 11800 145 10000 100 7000 60
2.5 8700 200 10000 240 8200 185 6600 100 4700 60
3.0 8700 235 10000 270 8200 220 6600 100 4700 75
(7]

o 2

S g

; g ae=1D

= g ) . Diameter range | Cutting depth ap

o Maximum cutting ap D<@ 0.05D
depth 21<D<@3 0.15D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.

(@]
c
=
>
«
Eel
53
QO
3
[0}
I}
(]
@
w
&)
3
®
2
w
(]
.
D
w
(¢}
>
[o%
3
»n

B514



Cutting parameters for GM series end mills -~

GM-2B % GM-2BL/M/X* GM-2BFP

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed
(min”) | (mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min") |(mm/min)| (min”) |(mm/min)| (min”) | (mm/min)
R0.5 40000 800 40000 800 38000 700 32000 320 22300 200 25000 275
R1.0 24000 900 24000 900 19000 760 16000 400 11150 230 13000 275
R1.5 15500 950 15500 950 12750 760 10600 450 7400 290 8500 280
R2.0 11500 950 11500 950 9550 760 8000 550 5550 370 6500 370
R2.5 9500 1050 9500 1050 7650 800 6400 550 4450 370 5000 375
R3.0 8000 1050 8000 1050 6400 800 5300 580 3700 390 4200 390
R4.0 6000 1300 6000 1300 4800 950 4000 700 2750 455 3200 440
R5.0 4800 1200 4800 1200 3800 900 3200 650 2200 430 2500 440
R6.0 4000 1100 4000 1100 3200 840 2650 610 1850 430 2100 420
R8.0 3000 1050 3000 1050 2400 800 2000 600 1350 380 1600 375
R10.0 2400 950 2400 950 1900 680 1600 560 1100 370 1250 330
-
| £
AN T 1ap=0.1R ‘ap=0.05R | S E
Maximum cutting i ==
depth - o @
20=0.1R vl
2e=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration a
speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interferenc
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= Cutting parameters for GM series end mills

GM-4B X GM-4BL/M/X

Cutting speed 150 m/min 150m/min 120m/min 100m/min 70m/min 80m/min
D Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) speed speed speed speed speed speed speed speed speed speed speed speed
(min™) | (mm/min)| (min™) |(mm/min)| (min") |(mm/min)| (min") |(mm/min)| (min”") |(mm/min)| (min") | (mm/min)
R1.5 15500 1710 15500 1710 12750 1340 10600 810 7400 520 8500 500
R2.0 11500 1710 11500 1710 9550 1340 8000 990 5550 660 6500 665
R2.5 9500 1890 9500 1890 7650 1440 6400 990 4450 660 5000 675
R3.0 8000 1890 8000 1890 6400 1440 5300 1040 3700 700 4200 700
R4.0 6000 2340 6000 2340 4800 1710 4000 1260 2750 820 3200 790
R5.0 4800 2160 4800 2160 3800 1620 3200 1170 2200 770 2500 790
R6.0 4000 1980 4000 1980 3200 1510 2650 1100 1850 770 2100 755
R8.0 3000 1890 3000 1890 2400 1440 2000 1080 1350 680 1600 675
R10.0 2400 1710 2400 1710 1900 1220 1600 1000 1100 660 1250 595
& AN ap=0.1R b

o = . *ap—0.05R

ag. : ,

39! Maximum cutting

g depth 2:=0.1R

& a0=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for GM series end mills -~

ae

O | Copeog Festpond Conc’ |Fesdinesd Copoud Feodspent| Ty’ |Fosdinesd Ty’ Fesdape
(min™) (min™) (min™) (min™) (min™)
R0.15 32000 300 32000 300 32000 270 32000 250 32000 150
R0.2 32000 380 32000 380 32000 320 32000 300 32000 175
R0.25 32000 460 32000 460 32000 410 32000 330 32000 205
RO0.3 32000 535 32000 585} 32000 500 32000 420 32000 265
R0.35 32000 550 32000 550 32000 520 32000 440 32000 270
R0.4 32000 610 32000 610 32000 560 32000 460 27500 285
R0.45 32000 700 32000 700 32000 600 25000 400 27500 285
RO.5 32000 765 32000 765 32000 640 25000 400 22000 285
R1.0 24000 900 24000 900 19000 760 16000 400 11150 230
R1.5 15500 950 15500 950 12750 760 10600 450 7400 290
[\/\/\ ap Diameter| Cutting | Cutting
range | depth ap | width ae
Maximum cutting D<@1 0.05R 0.2R
depth 21<D<@3| 0.R 0.2R

1.Please select high-precision machine and tool holder.
2.Please use air blow or cutting liquid with high mist retardant property.

3.Make overhang of tool as short as possible in conditions of non-interference.

4.Reduce feed speed correspondingly when rotating speed is low.
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~———— Cutting parameters for GM series end mills

material ~750N/mm? SllRe ~40HRC
Di(an:ﬂn?;er Eg?'gtlxe R;);.:g;g ;’ZZ% (n? :n) (n?ren) R:;:g;s SF":% (rr? fn) (niren) R:;:g;g ST’ZZ% (rr? fn) (niren) R:;:g;s SF”ZZ(i.’ (n? fn) (n?ren)
(mm) (min”) | (mm/min) (min”) | (mm/min) (min”) | (mm/min) (min”) |(mm/min)

4 27000 400 0.02 |0.025| 27000 380 0.02 |0.025| 27000 300 0.02 |0.025| 27000 200 0.02 |0.025

RO.28 6 21000 200 0.01 |0.015| 21000 180 0.01 |0.015| 21000 160 0.01 10.015| 21000 150 0.01 {0.015
4 27000 400 0.03 | 0.12 | 27000 380 0.03 | 0.12 | 25000 250 0.03 | 012 | 24000 200 0.03 | 0.12

R0.3 6 25000 300 0.03 | 0.12 | 25000 280 0.03 | 0.12 | 20000 150 0.03 | 0.12 | 20000 140 0.03 | 0.12
8 25000 240 0.03 | 0.12 | 25000 225 0.03 | 0.12 | 20000 120 0.03 | 0.12 | 20000 110 0.03 | 0.12
4 27000 600 0.04 | 0.16 | 27000 550 0.04 | 0.16 | 23000 450 0.04 | 0.16 | 21000 300 0.04 | 0.16
6 24000 400 0.04 | 0.12 | 24000 360 0.04 | 0.12 | 21000 250 0.04 | 0.12 | 19000 200 0.04 | 0.12

Rod 8 22000 300 0.04 | 0.12 | 22000 270 0.04 | 0.12 | 19000 150 0.04 | 0.12 | 19000 140 0.04 | 0.12
10 22000 270 0.03 | 0.09 | 22000 250 0.03 | 0.09 | 19000 135 0.03 | 0.09 | 19000 120 0.03 | 0.09
4 28000 600 0.05 | 0.20 | 28000 550 0.05 | 0.20 | 25000 500 0.05 | 0.20 | 21000 300 0.05 | 0.20
6 21000 400 0.05 | 0.20 | 21000 360 0.05 | 0.20 | 19000 300 0.05 | 0.20 | 16000 200 0.05| 0.2

R0.5 8 21000 360 0.05 | 0.15 | 21000 320 0.05 | 0.15 | 19000 270 0.05 | 0.15 | 16000 180 0.05 | 0.15
10 18000 300 0.03 | 0.10 | 18000 270 0.03 | 0.10 | 17000 200 0.03 | 0.10 | 14000 150 0.03 | 0.10
12 18000 270 0.03 | 0.10 | 18000 250 0.03 | 0.10 | 17000 180 0.03 | 0.10 | 14000 135 0.03 | 0.10
6 20000 600 0.06 | 0.24 | 20000 540 0.06 | 0.24 | 17000 300 0.06 | 0.24 | 14000 200 0.06 | 0.24
8 20000 540 0.06 | 0.24 | 20000 500 0.06 | 0.24 | 17000 270 0.06 | 0.24 | 14000 170 0.06 | 0.24

RO 12 16000 300 0.06 | 0.18 | 16000 270 0.06 | 0.18 | 14000 200 0.06 | 0.18 | 11000 150 0.06 | 0.18
16 16000 270 0.03 | 0.12 | 16000 230 0.03 | 0.12 | 14000 175 0.03 | 0.12 | 11000 135 0.03 | 0.12
8 17000 600 0.08 | 0.30 | 17000 540 0.08 | 0.30 | 15000 300 0.08 | 0.30 | 12000 250 0.08 | 0.30

R0.75 12 17000 540 0.06 | 0.24 | 17000 500 0.06 | 0.24 | 15000 275 0.06 | 0.24 | 12000 225 0.06 | 0.24
16 13000 300 0.04 | 0.16 | 13000 275 0.04 | 0.16 | 12000 200 0.04 | 0.16 | 9500 150 0.04 | 0.16
6 16500 800 0.10 | 0.40 | 16500 750 0.10 | 0.40 | 16500 560 0.10 | 0.40 | 13500 450 0.10 | 0.40
8 16500 800 0.10 | 0.32 | 16500 750 0.10 | 0.32 | 16500 560 0.10 | 0.32 | 13500 450 0.10 | 0.32
10 14000 630 0.08 | 0.30 | 14000 600 0.08 | 0.30 | 13000 450 0.08 | 0.30 | 10000 270 0.08 | 0.30

Ro 12 14000 630 0.06 | 0.30 | 14000 600 0.06 | 0.30 | 13000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
16 14000 550 0.06 | 0.24 | 14000 530 0.06 | 0.24 | 13000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 11000 360 0.06 | 0.16 | 11000 330 0.06 | 0.16 | 10000 225 0.06 | 0.16 | 8000 175 0.06 | 0.16

F/\/\ ap
Maximum
cutting depth
ae
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Cutting parameters for GM series end mills ———~

Worgiecs | O SIS0 Gt o toysion | PoTitog ceed [
~750N/mm ~40HRC
Di(mw Eﬁg{ﬁe R:;;g?’g stzZ?_j (naupn) (r::n) R;;‘.zg?’g 5';’?;(:.’ (::rn) (r:ren) R;;.:g;g S';’Zee(:’ (n?fn) (r:ren) R;;:ggg SFpi"ee(; (r:rpn) (r::n)
(mm) | (min") |(mm/min) (min™") | (mm/min) (min™") | (mm/min) (min™") |(mm/min)
8 14000 800 0.10 | 0.32 | 14000 750 0.10 | 0.32 | 14000 560 0.10 | 0.32 | 12500 450 0.10 | 0.32
12 13000 630 0.06 | 0.30 | 13000 600 0.06 | 0.30 | 12000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
Ri.zs 16 13000 550 0.06 | 0.24 | 13000 530 0.06 | 0.24 | 12000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 10000 360 0.06 | 0.16 | 10000 330 0.06 | 0.16 | 8000 225 0.06 | 0.16 7000 175 0.06 | 0.16
10 12000 800 0.15 | 0.40 | 12000 720 0.15 | 0.40 | 9500 600 0.15 | 0.40 7500 400 0.15 | 0.40
12 12000 720 0.15 | 0.40 | 12000 650 0.15 | 0.40 | 9500 540 0.15 | 0.40 7500 360 0.15 | 0.40
Rl 16 10000 600 0.15 | 0.40 | 10000 540 0.15| 0.40 | 8500 300 0.15 | 0.40 6500 250 0.15 | 0.40
20 10000 600 0.10 | 0.32 | 10000 540 0.10 | 0.32 | 8500 300 0.10 | 0.32 6500 250 0.10 | 0.32
10 9000 800 0.20 | 0.80 | 9000 720 0.20 | 0.80 | 7500 600 0.20 | 0.80 6000 400 0.20 | 0.80
16 9000 800 0.20 | 0.60 | 9000 720 0.20 | 0.60 | 7500 600 0.20 | 0.60 | 6000 400 0.20 | 0.60
Ra0 20 7000 600 0.20 | 0.40 | 7000 540 0.20 | 0.40 | 6000 400 0.20 | 0.40 | 5000 250 0.20 | 0.40
25 7000 600 0.15 | 0.40 | 7000 540 0.15 | 0.40 | 6000 400 0.15| 0.40 | 5000 250 0.15 | 0.40
16 7000 600 0.25 | 1.00 | 7000 540 0.25 | 0.10 | 6500 500 0.25| 1.0 5000 400 0.25 | 1.00
Ras 25 6000 500 0.25 | 1.00 | 6000 450 0.25 | 1.00 | 5000 500 0.25 | 1.00 | 4000 250 0.25 | 1.00
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A ap
Maximum
cutting depth

ae

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.

Cutting parameters for GM series end mills



n
o 2
S 5
o.g-g
ER
:5
» g
o,

S|jiw pus sauds [\ Jo} sisjoweled Bumng

= Cutting parameters for GM series end mills

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed
(min”) | (mm/min)| (min”) |[(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)
1 20000 200 20000 200 20000 160 20000 160 20000 60 20000 120
2 15000 320 15000 320 15000 290 15000 280 11150 84 13000 180
3 14000 545 14000 545 13000 510 10600 420 7500 120 8500 330
4 10800 560 10800 560 10000 520 8000 430 5500 130 6500 335
5 8200 580 8200 580 7600 540 6400 450 4500 130 5000 355
6 7000 600 7000 600 6400 550 5300 460 3700 140 4200 360
8 5200 600 5200 600 4800 550 4000 460 2800 140 3200 365
10 4200 580 4200 580 3800 540 3200 445 2200 140 2500 350
12 3500 580 3500 580 3200 540 2650 445 1850 140 2100 350
ae=0.1D ae=0.05D
ap=1 D ap=1 D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap 2e=1D
ap 21<D<@3 0.15D
@3<D 0.3D ap=0.05D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.
5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.
6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for GM series end mills -~

GM-4R % GM-4RL/M/X

Di Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
iameter
(mm) spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed spee1d speed
(min”) | (mm/min)| (min”) |[(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)| (min”) |(mm/min)
3 14000 820 14000 820 13000 755 10600 630 7500 145 8500 490
4 10800 840 10800 840 10000 770 8000 640 5500 145 6500 500
5 8200 880 8200 880 7600 810 6400 670 4500 145 5000 530
6 7000 900 7000 900 6400 830 5300 690 3700 160 4200 540
8 5200 890 5200 890 4800 815 4000 680 2800 160 3200 550
10 4200 880 4200 880 3800 810 3200 670 2200 160 2500 520
12 3500 880 3500 880 3200 810 2650 670 1850 160 2100 520
16 2600 680 2600 680 2400 630 2000 525 1400 120 1600 490
ae=0.1D ae=0.05D
ap=1.5D ap=1.5D
(B
B2
| S E
=2
Maximum cutting 'S @
depth &
ae=1D
Diameter range | Cutting depth ap ae=1D
ap @1<D<@3 0.15D
ap=0.05D
a3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.
2.Please select high-precision machine and tool holder.
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3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for GM series end mills

GM-4W—side cutting

Diameter ARG Feed speed RO Feed speed RO Feed speed RELZHT Feed speed ARG Feed speed
(mm) gl (mm/min) R (mm/min) Ppesy (mm/min) Seecy (mm/min) phed (mm/min)
(min™) (min™) (min™) (min™) (min™)
6 6350 760 5300 640 4500 360 3450 280 2650 210
7 5460 760 4550 640 3650 360 3000 280 2250 310
8 4750 760 4000 640 3400 410 2650 310 2000 240
9 4250 760 3540 640 2850 410 2300 310 1750 240
10 3800 760 3200 640 2700 430 2050 330 1600 260
1" 3470 760 2900 640 2400 430 1850 330 1450 260
12 3200 770 2250 650 1950 470 1500 360 1150 280
16 2400 770 2000 640 1700 480 1300 360 1000 280
20 1900 760 1600 610 1350 470 1050 350 800 260
2e=0.4D ae=0.3D
7] Maximum cutting ap=1.5D ap=1.5D
e depth
ag
38
o=
(]

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for GM series end mills -~

GM-4W—slot cutting

Cutting speed 80~120 m/min 70~100m/min 60~90m/min 40~70m/min 30~60m/min
Dot | Cspat | Festirend Uyl |Festuiend Cypoud Foataress el Fostapess| e Food e
(min™) (min™) (min™) (min™) (min™)
6 5300 640 4500 540 3700 300 2900 230 2400 190
7 4500 630 3800 540 3200 300 2500 230 2050 190
8 4000 640 3400 540 2800 340 2200 260 1800 220
9 3500 630 3000 540 2450 340 1950 260 1600 220
10 3200 640 2700 540 2250 360 1750 280 1450 230
1 3000 630 2450 540 2050 360 1600 280 1300 230
12 2650 640 2250 540 1850 370 1450 290 1200 240
16 2000 640 1700 540 1400 390 1100 310 900 250
20 1600 640 1350 510 1100 390 900 300 700 230
ae=1D ae=1D
ap=0.75D ap=0.5D
Maximum cutting
depth
Maximum ap=12mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for GM series end mills




= Cutting parameters for HMX series end mills

HMX-2E X HMX-2EBL/X

Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

1 40000 160 40000 160 32000 130
2 40000 400 24000 240 16000 160
3 32000 510 16000 255 11000 175
4 24000 625 12000 310 8000 210
5 19000 685 9500 340 6400 230
6 16000 770 8000 385 5300 255
8 12000 770 6000 385 4000 255
10 9600 770 4800 385 3200 255
12 8000 800 4000 400 2700 270
14 6800 680 3400 340 2300 230
16 6000 600 3000 300 2000 200
18 5300 530 2700 270 1800 180
20 4800 480 2400 240 1600 160

® <°_n i

3 5! ae=0.05D 2e=0.03D ae=0.02D

o : —— — f—i

38

75

D |
X . ap=1.5D ap=1D ap=1D
Maximum cutting
depth
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for HMX series end mills -~

HMX-2EFP

Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
6 16000 1155 8000 460 5300 305
8 12000 1155 6000 460 4000 305
10 9600 1155 4800 460 3200 305
12 8000 1200 4000 480 2700 325
16 6000 900 3000 360 2000 240
20 4800 720 2400 285 1600 195
ae=0.05D 2e=0.03D ae=0.02D
. . ap=1D =1D -1D
Maximum cutting ° a a
depth
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm é’
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1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.

Cutting parameters for HMX series end mills
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= Cutting parameters for HMX series end mills

HMX-4Ex HMX-4EL A HMX-4EBL/X

Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

1 40000 320 40000 320 32000 260
2 40000 800 24000 480 16000 320
3 32000 1020 16000 510 11000 350
4 24000 1250 12000 620 8000 420
5 19000 1360 9500 680 6400 460
6 16000 1540 8000 770 5300 510
8 12000 1540 6000 770 4000 510
10 9600 1540 4800 770 3200 510
12 8000 1600 4000 800 2700 540
14 6800 1340 3400 680 2300 460
16 6000 1200 3000 600 2000 400
18 5300 1060 2700 530 1800 360
20 4800 960 2400 480 1600 320

) <°_n I

3 5! ae=0.05D ae=0.03D ae=0.02D

o 2 e f—e f—e

38

7g

@
. . ap=1.5D ap=1D ap=1D
Maximum cutting
depth
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.
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5.Make overhang of tool as short as possible in conditions of non-interference.
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HMX-4EFP

Cutting parameters for HMX series end mills -~

1.Please select high-precision and rigidity machine and tool holder.
2.When the machine rigidity and workpiece fixture stability is low, vibration

speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).
4.Down milling is recommended in the case of side milling.
5.Make overhang of tool as short as possible in conditions of

/

A
("

'

Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
6 16000 1730 8000 920 5300 610
8 12000 1730 6000 920 4000 610
10 9600 1730 4800 920 3200 610
12 8000 1800 4000 960 2700 650
16 6000 1350 3000 720 2000 480
20 4800 1080 2400 570 1600 390
ae=0.05D 2e=0.03D ae=0.02D
. . ap=1D =1D -1D
Maximum cutting ° a a
depth
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

a

nerated. Please reduce the rotating
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= Cutting parameters for HMX series end mills

HMX-6E

Maximum ae=1.0mm

Maximum ae=0.5mm

cutting speed 300m/min 150m/min 100m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed

(mm) (min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
6 16000 1850 8000 925 5300 610
8 12000 1850 6000 925 4000 610
10 9600 1850 4800 925 3200 610
12 8000 1920 4000 960 2700 650
14 6800 1600 3400 815 2300 550
16 6000 1440 3000 720 2000 480
18 5300 1270 2700 635 1800 430
20 4800 1150 2400 575 1600 385

EO'OSD _ie—=0.03D ae=0.02D
Maximum cutting ap=1.5D ap=1.5D ap=1.5D
depth

Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).
4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for HMX series end mills -~

HMX-6EL

cutting speed 300m/min 150m/min 100m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 16000 1300 8000 650 5300 430
8 12000 1300 6000 650 4000 430
10 9600 1300 4800 650 3200 430
12 8000 1350 4000 670 2700 460
14 6800 1150 3400 570 2300 380
16 6000 1000 3000 500 2000 340
18 5300 890 2700 450 1800 300
20 4800 800 2400 400 1600 270
2e=0.02D ae=0.01D
— — ()
Maximum cutting 3=3D ap=3D 2o
depth § E
=2
‘o @
n
Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for HMX series end mills

HMX-2EP

Diameter Elf‘fe%cgtixe Rotating fpeed Feed spged ap Rotatin_g _?peed Feed spged ap

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

4 21000 100 0.009 17000 50 0.009

0.5 6 20000 75 0.006 15000 35 0.007

8 20000 50 0.002 15000 20 0.003

4 20000 200 0.022 14000 100 0.011

6 18000 150 0.014 14000 75 0.009

08 8 18000 100 0.01 14000 50 0.006

10 18000 75 0.007 14000 30 0.004

4 17000 400 0.035 12000 100 0.016

17000 400 0.03 12000 100 0.014

8 15000 300 0.02 10000 75 0.01

10 10 15000 250 0.015 10000 50 0.008

12 12000 150 0.01 10000 50 0.006

14 12000 100 0.007 10000 30 0.004

® ‘C__? 6 14000 400 0.03 10000 100 0.017

g'. § 1.2 8 12000 300 0.03 10000 100 0.014

= 10 12000 300 0.02 10000 75 0.01

= 12 10000 200 0.01 10000 50 0.00

g 6 12000 400 0.06 8000 200 0.028

§ 8 10000 300 0.04 7000 150 0.021

% 1.5 10 10000 300 0.03 7000 150 0.017

3 12 10000 300 0.025 7000 100 0.01

% 14 10000 250 0.02 7000 75 0.005

:9;; 6 9000 400 0.13 6000 300 0.07

% 8 9000 400 0.1 6000 300 0.06
[}

é- 20 10 7000 300 0.10 6000 200 0.05

) 12 7000 300 0.06 6000 200 0.03

§ 14 7000 250 0.04 6000 150 0.015

g 16 7000 200 0.02 6000 100 0.008

Maximum cutting
depth | Ap (Once cutting depth)
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Cutting parameters for HMX series end mills -~

HMX-2EP

Diameter Elf‘f;cgtixe Rotating speed Feed speed ap Rotating speed Feed speed ap
(mm) = (min™") (mm/min) (mm) (min™) (mm/min) (mm)
8 8000 400 0.16 5000 300 0.08
10 8000 400 0.14 5000 300 0.07
12 8000 400 0.09 5000 300 0.05
2.5 14 6000 300 0.07 5000 200 0.03
16 6000 300 0.05 5000 200 0.025
18 6000 300 0.04 5000 150 0.02
20 6000 300 0.02 5000 100 0.01
6 7000 400 0.18 5000 300 0.10
8 7000 400 0.15 5000 300 0.08
10 7000 400 0.12 5000 300 0.06
3.0 12 7000 400 0.10 5000 300 0.05
) 14 6000 300 0.08 5000 200 0.04
16 6000 300 0.06 5000 200 0.03
()
18 6000 300 0.05 5000 200 0.025 E )
20 6000 250 0.04 5000 150 0.01 S E
-]
12 4500 400 0.16 4000 300 0.08 5 s
)
4.0 16 4500 400 0.14 4000 300 0.06
) 20 4500 300 0.10 4000 300 0.04 %
25 4500 300 0.08 4000 300 0.03 2
[}
5.0 16 4000 400 0.19 3000 300 0.09 2
) 25 4000 400 0.15 3000 300 0.06 ]
=<
=
T
S
4
[0]
i i @
Maximum cutting £
depth 1 Ap (Once cutting depth) g
[oN
(o]
£
g
&)

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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= Cutting parameters for HMX series end mills

HMX-2ES

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
0.3 23000 30 16500 25
0.4 17500 30 12500 25
0.5 14000 30 10000 25
0.6 11500 30 8450 25
0.7 10000 30 7500 25
0.8 8750 30 6350 25
0.9 8000 30 5500 25
1.0 7000 30 5050 25
1.5 5050 40 3550 25
2.0 3950 40 2750 25
2.5 3500 45 2500 30
3.0 2750 45 2000 30
7]
g < ae=1D ae=1D
;' o Diameter | Cutting Diameter | Cutting
= Maximum cutting range | depthap range | depth ap
® g depth ap D<@1 0.02D ar D<@ 0.01D
@1<D<@3| 0.05D @1<D<@3| 0.02D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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\\ Solid Carbide End MiIIs m

Cutting parameters for HMX series end mills -~

HMX-2B % HMX-2BL/M/XxHMX-2BFP

Reglivs @bl fese Rotating Feed b - Rotating Feed a - Rotating Feed ap .
(mm) speed speed (mm) (mm) speed speed (mm) (mm) speed speed (mm) (mm)
(min™) | (mm/min) (min™) | (mm/min) (min™) | (mm/min)
R0.5 40000 1900 0.01 0.05 36000 1500 0.01 0.05 32000 1400 0.01 0.05
R1.0 33000 3100 0.02 0.075 26000 2100 0.02 0.075 24000 2000 0.02 0.075
R1.5 29000 4100 0.03 0.1 23000 2900 0.03 0.1 21000 2600 0.03 0.1
R2.0 22000 3900 0.04 0.15 17000 2500 0.04 0.15 15500 2100 0.04 0.15
R2.5 17500 3500 0.05 0.15 13500 2200 0.05 0.15 13000 2000 0.05 0.15
R3.0 15000 3100 0.06 0.2 11500 1700 0.06 0.2 10500 1500 0.06 0.2
R4.0 11000 2500 0.08 0.25 8600 1600 0.08 0.25 8000 1400 0.08 0.25
R5.0 9000 2000 0.1 0.3 7000 1400 0.1 0.3 6000 1200 0.1 0.3
R6.0 7500 1800 0.1 0.35 5700 1300 0.1 0.35 5300 1200 0.1 0.35
R8.0 5500 1800 0.1 0.4 4300 1300 0.1 0.4 4000 1200 0.1 0.4
R10.0 4500 1800 0.1 0.5 3500 1300 0.1 0.5 3200 1200 0.1 0.5
AN ap [}
‘g2
Maximum cutting S E
depth a 5T
o @
ae )
2
E
el

1.Please select high-precision and rigidity machine and tool holder.
2.Above table shows the standard for operations with little change of machining loa our m. g .Whenith
and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please _-; > the rotating s| d and feed speed
stated above correspondingly.
3.Please use air blow or MQL( minimum oil mist cooling).
4.When inclination angle a is more than 15°, please reduce rotating speed and feed ~80% of the speeds
5.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for HMX series end mills

HMX-4B % HMX-4BL

depth

ae

e e B BN L 5 B N I R
(min™) | (mm/min) (min™) | (mm/min) (min™) | (mm/min)
R1.5 29000 6560 0.03 0.1 22800 4560 0.03 0.1 21100 4240 0.03 0.1
R2.0 22000 6250 0.04 0.15 17100 4000 0.04 0.15 15800 3520 0.04 0.15
R2.5 17400 5600 0.05 0.15 13600 3520 0.05 0.15 12700 3200 0.05 0.15
R3.0 14500 5000 0.06 0.2 11400 3000 0.06 0.2 10600 2500 0.06 0.2
R4.0 10900 4200 0.08 0.25 8550 2500 0.08 0.25 7950 2250 0.08 0.25
R5.0 8700 3500 0.1 0.3 6850 2200 0.1 0.3 6350 2000 0.1 0.3
R6.0 7250 3000 0.1 0.35 5700 2000 0.1 0.35 5300 1900 0.1 0.35
R8.0 5450 3000 0.1 0.4 4280 2000 0.1 0.4 4000 1900 0.1 0.4
R10.0 4350 3000 0.1 0.5 3425 2000 0.1 0.5 3200 1900 0.1 0.5

AN ap
Maximum cutting F_/\ a

1.Please select high-precision and rigidity machine and tool holder.

2.Above table shows the standard for operations with little change of machining load, such as contour machining .When the machine rigidity
and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating speed and feed speed

stated above correspondingly.
3.Please use air blow or MQL( minimum oil mist cooling).
4. When inclination angle a is more than 15°, please reduce rotating speed and feed speed to 50%~80% of the speeds stated in the table.
5.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for HMX series end mills -~

HMX-2BS

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
R0.15 25000 135 25000 115
R0.2 25000 140 25000 120
R0.25 25000 150 25000 130
R0.3 25000 175 24000 150
R0.35 25000 190 24000 150
R0.4 24000 210 18000 140
R0.45 21000 210 15000 140
R0.5 19000 210 14000 140
R1.0 9500 210 7200 140
R1.5 6400 210 4800 140
A ap=0.05D
Maximum cutting F/\
depth
ae=0.1D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Make overhang of tool as short as possible in conditions of non-interference.

4.Reduce feed speed correspondingly when rotating speed is low.
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= Cutting parameters for HMX series end mills

HMX-2BP

Diameter Elfé?]cgttir\:e Rotating fpeed Feed sp_eed ap ae Rotating fpeed Feed sp_eed ap ae

(mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min) (mm) (mm)
4 27000 200 0.01 0.01 27000 100 0.01 0.01
RO-25 6 20000 150 0.005 0.01 20000 75 0.005 0.005
4 24000 200 0.03 0.06 17000 150 0.02 0.04
R0.3 6 20000 150 0.02 0.03 17000 150 0.01 0.02
8 20000 120 0.02 0.03 17000 120 0.01 0.02
4 21000 300 0.04 0.08 14500 200 0.03 0.08
6 19000 200 0.02 0.04 12000 150 0.02 0.04
RO4 8 17000 150 0.02 0.04 12000 100 0.02 0.04
10 17000 135 0.02 0.03 12000 75 0.01 0.02
4 21000 300 0.05 0.10 14500 200 0.05 0.10
6 16000 200 0.05 0.10 11500 150 0.05 0.10
R0.5 8 16000 180 0.03 0.05 11500 135 0.03 0.05
10 14000 150 0.01 0.03 9800 100 0.01 0.03
m ‘i_an '3 12 14000 135 0.01 0.03 9800 75 0.01 0.03
§' E [ 14000 200 0.06 0.12 9500 175 0.06 0.12
> %} RO.6 8 14000 180 0.06 0.12 9500 150 0.06 0.12
12 11000 150 0.04 0.06 7500 100 0.03 0.06
o 16 11000 135 0.02 0.04 7500 75 0.02 0.03
§' 8 12000 250 0.08 0.15 8000 200 0.08 0.15
§ R0.75 12 12000 225 0.06 0.15 8000 175 0.06 0.15
3 16 9500 150 0.01 0.05 6500 100 0.01 0.03
% 6 13500 400 0.10 0.20 7500 225 0.10 0.20
i 8 13500 400 0.10 0.16 7500 225 0.10 0.16
% 10 10000 275 0.08 0.16 5500 175 0.08 0.16
%- R1.0 12 10000 275 0.06 0.16 5500 175 0.06 0.16
§ 16 10000 250 0.02 0.10 5500 150 0.02 0.10
g 20 8000 175 0.02 0.05 5500 125 0.01 0.05

@

[\/\/\ ap
Maximum cutting
depth
ae
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Cutting parameters for HMX series end mills -~

HMX-2BP

Diameter Iﬁfé?gtixe Rotating speed | Feed speed ap ae Rotating speed | Feed speed ap ae
(mm) ) (min™) (mm/min) (mm) (mm) (min™) (mm/min) (mm) (mm)
8 12500 400 0.10 0.16 7000 225 0.10 0.16
R1.25 12 9000 275 0.06 0.16 5000 175 0.06 0.16
) 16 9000 250 0.02 0.10 5000 150 0.02 0.10
20 5500 175 0.02 0.05 5000 125 0.01 0.05
10 7500 400 0.10 0.30 4000 200 0.10 0.30
R15 12 7500 360 0.10 0.30 4000 180 0.10 0.30
’ 16 6500 250 0.05 0.20 3000 150 0.05 0.20
20 6500 250 0.02 0.10 3000 150 0.02 0.05
10 6000 400 0.20 0.40 3000 200 0.20 0.40
R2.0 16 6000 400 0.10 0.32 3000 200 0.20 0.20
’ 20 5000 250 0.10 0.20 2500 100 0.10 0.20
25 5000 250 0.10 0.20 2500 100 0.10 0.10
16 5000 400 0.25 0.50 3000 200 0.2 0.2
R2.5 o
25 4000 250 0.25 0.50 3000 100 0.20 0.2 : E ©»
=2
‘o @
n
. . a
Maximum cutting - ’
depth
ae

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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= Cutting parameters for HMX series end mills

HMX-4R*x HMX-4RBL/M/Xx HMX-4RP X HMX-4RF

Cutting speed 300m/min 150m/min 100m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min)
3 32000 1225 16000 610 11000 420
4 24000 1500 12000 745 8000 500
5 19000 1630 9500 815 6400 550
6 16000 1850 8000 925 5300 610
8 12000 1850 6000 925 4000 610
10 9600 1850 4800 925 3200 610
12 8000 1920 4000 960 2700 648
16 6000 1440 3000 720 2000 480
ae=0.05D ae=0.03D ae=0.02D
%) ap=1.5D ap=1D ap=1D
22 Maximum cutting
a2 ; depth
3!
7g
(]
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.

(@]
c
=
>
«
Eel
53
QO
3
[0}
I}
(]
@
w
&)
g
T
=
>
w
(¢}
=
D
w
(]
>
o
3
2}

B538



Cutting parameters for HMX series end mills -~

HMX-6R-MAX

Cutting speed 100m/min 80m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™") (mm/min) (min™) (mm/min)

6 5300 3200 4200 2600

8 4000 3200 3200 2600

10 3200 3200 2600 2600

12 2600 3200 2200 2600

16 2000 3600 1600 2800

20 1600 3600 1300 2800

ae<0.5D
ae<0.05D =
) ) ap<0.035D
Maximum cutting ap<0.035D
depth
S
B2
=
‘=2
o @
»n

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4 .Make overhang of tool as short as possible in conditions of non-interference.
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- Cutting parameters for TM series end mills

TM-4R A TM-4RP % TM-4B

Diameter Cutting speed Feed Cutting speed Feed Cutting speed Feed
(mm) (m/min) Cmm/r) (m/min) Cmm/r) (m/min) Cmm/r)
6.0-10.0 0.16~0.36 0.16~0.36 0.12~0.28
10.0-14.0 0.20~0.40 0.20~0.40 0.16~0.32

40~120 30~100 30~60
14.0-20.0 0.30~0.48 0.30~0.48 0.20~0.40
20.0-25.0 0.32~0.60 0.32~0.60 0.24~0.48

Note: High temperature alloy endmills’ cutting data please referring to B phase titanium alloy recommended cutting data.
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Cutting parameters for TM series end mills -~

TM-4E

Diameter Rotating speed Feed speed
(mm) (min™) (mm/z)
6 2654 0.03~0.05
8 1990 0.035~0.058
10 1592 0.036~0.061
12 1327 0.038~0.065
14 1137 0.038~0.065
16 995 0.04~0.072
20 796 0.041~0.09
25 637 0.043~0.10
ae=0.2D
. . ae=1D
Maximum cutting ap=1.5D
depth
ap=0.3D
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1.The above table shows the standard value of side milling. When milling slot, 80%~100% of rotating speed and 60%~80% of feed speed

stated above are recommended as standard.

2.Please select high rigidity and precision machine and tool holder, please use non-water-soluble cutting liquid.

3.Please adjust rotating speed and feed speed according to the cutting depth and machine rigidity, down milling is recommended.
4 .Make overhang of tool as short as possible in conditions of non-interference.
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- Cutting parameters for TM series end mills

TM-5R

Diameter Rotating speed Feed speed
(mm) (min™") (mm/2z)
6 4246 0.03~0.05
8 3185 0.035~0.058
10 2548 0.036~0.061
12 2123 0.038~0.065
14 1820 0.038~0.065
16 1592 0.04~0.072
20 1274 0.041~0.09
25 1019 0.043~0.10
ae=0.1D
ae=1D
Maxm:jumtﬁuttlng ap=1.5D
ep ap=0.15D
(]
=3
Q.
3
&

1.The above table shows the standard value of side milling. When milling slot, 80%~100% of rotating speed and 60%~80% of feed speed
stated above are recommended as standard.

2.Please select high rigidity and precision machine and tool holder, please use non-water-soluble cutting liquid.

3.Please adjust rotating speed and feed speed according to the cutting depth and machine rigidity, down milling is recommended.

4.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for TM series end mills -~

TM-6R

Diameter Rotating speed Feed speed
(mm) (min™) (mm/z)

10 1273 0.02~0.045
12 1061 0.028~0.048
14 910 0.03~0.055
16 796 0.04~0.07
20 636 0.042~0.08
25 510 0.045~0.09

ae=0.1D

Maximum cutting
depth ap=1.5D

3
-
JE'E
{035
B e
o @
»n

1.The above table shows the standard value of side milling. When milling slot, please apply end mills with 4 flutes or 5 flutes.
2.Please select high rigidity and precision machine and tool holder, please use non-water-soluble cutting liquid.

3.Please adjust rotating speed and feed speed according to the cutting depth and machine rigidity, down milling is recommended.
4. Make overhang of tool as short as possible in conditions of non-interference.

Cutting parameters for TM series end mills
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= Cutting parameters for NM series end mills

Diameter Rotating speed Feed speed
(mm) (min™) (mm/min)

1 40000 1800

2 30000 2500

3 20000 2300

4 15000 2000

5 12000 1500

6 10000 1400

8 8000 1000

10 6500 900

12 5500 850

<_ai=0'1D
ae=1D
ap=1D
g g Maxnrr:;;r;tr(]:uttlng ap=0.1D
38
Maximum ae=1.0mm Maximum ap=1.0mm

1.The above table shows the standard value of side milling.\When mr

2.Please select high-rigidity and high-precision machine and tool
low,vibration and abnormal noise may be generated.Please red

3.When cutting depth is smaller,rotating speed and feed speed ca

4.Please select water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in condition of non-i
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Cutting parameters for NM series end mills -~

Diameter Rotating speed Feed speed
(mm) (min™) (mm/min)
3 10600 250
4 8000 300
5 6500 400
6 5300 400
8 4000 450
10 3500 450
12 3000 450
ae=0.05D
ap=2.5D
Maximum cutting P
depth
S
B2
Maximum ap=0.5mm M E
‘=2
is ®
»n

1.Please select high-precision and rigidity machine and tool holder.When the machine rigidity and workpiece fixture stability is low,vibration
and abnormal noise may be generated.Please reduce the rotating speed and feed speed above correspondingly.

2.When cutting depth is small,rotating speed and feed speed can be increased correspondingly.

3.Please select water-soluble cutting liquid.

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in condition of non-interference.
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= Cutting parameters for NM series end mills

Diameter | Effective Rotating speed Feed speed ap
(mm)  |length(mm) (min™) (mm/min) (mm)
4 40000 800 0.004
0.5 6 40000 700 0.002
8 40000 500 0.001
4 40000 1000 0.02
6 40000 1000 0.015
0.8
8 40000 800 0.01
10 40000 600 0.005
4 40000 1800 0.04
6 40000 1500 0.04
1.0 8 40000 1500 0.03
' 10 30000 1000 0.02
12 30000 800 0.015
14 30000 600 0.01
»
o =2 8 40000 2000 0.09
a9 1.5
3 SR 16 20000 1000 0.03
= 6 40000 2400 0.18
)
8 40000 2200 0.15
g 10 40000 2000 0.12
2 2.0
Q 12 30000 1500 0.10
Eel
% 14 30000 1200 0.08
3
% 16 30000 1000 0.06
i 10 40000 2500 0.15
S 25
é 20 20000 1000 0.08
4 3.0 10 20000 2500 0.20
g ’ 20 20000 2000 0.12
a 16 15000 1800 0.25
3 4.0
> 25 15000 1200 0.15
5.0 16 12000 2000 0.40
’ 25 12000 1500 0.35
Maximum cutting
depth | Ap (once cutting depth)

1.Please select high-precision machine and tool holder.

2.Please select water-soluble cutting liquid.

3.Make overhang of tool as short as possible in condition of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Cutting parameters for NM series end mills -~

Diameter Rotating speed Feed speed
(mm) (min™") (mm/min)
R0.5 40000 900

R0.75 32000 800
R1.0 24000 870
R1.25 19000 800
R1.5 16000 850
R1.75 14000 850
R2.0 12000 900
R2.5 9600 900
R3.0 8000 1200
R4.0 7000 1500
R5.0 4800 1300
R6.0 4000 1200
[\/\/\/\: ap=0.1R
Maximum cutting
depth
ae=0.2R

1.Please select high-precision and rigidity machine and tool holder.When the machine rigidity and workpiece fixture stability is low,vibration

and abnormal noise may be generated.Please reduce the rotating speed and feed speed above correspondingly.

2.When cutting depth is small,rotating speed and feed speed can be increased correspondingly.

3.Please select water-soluble cutting liquid.

4.Make overhang of tool as short as possible in condition of non-interference.
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= Cutting parameters for NM series end mills

Diameter | Effective Rotating speed Feed speed ap ae
(mm) | length(mm) (min”) (mm/min) (mm) (mm)
4 40000 750 0.01 0.025
R0.25
6 36000 500 0.008 0.02
4 40000 900 0.012 0.03
R0.3 6 40000 750 0.010 0.02
8 30000 400 0.008 0.01
4 40000 1050 0.016 0.04
6 40000 800 0.012 0.03
R0.4
8 40000 500 0.01 0.02
10 30000 400 0.008 0.01
4 40000 1050 0.02 0.05
6 40000 800 0.016 0.04
R0O.5 8 40000 500 0.014 0.03
10 33000 400 0.012 0.02
(7
w 2. 12 35000 300 0.010 0.010
a2
38 8 40000 900 0.03 0.075
=g | R0.75
@ § : 16 20000 400 0.015 0.04
6 40000 1100 0.04 0.10
g 8 40000 900 0.034 0.08
a 10 40000 750 0.028 0.065
B R1.0
S 12 40000 500 0.022 0.05
3
% 16 30000 400 0.018 0.04
gh 20 20000 300 0.012 0.03
=z 10 40000 1100 0.06 0.15
= R1.5
3 20 32000 600 0.03 0.08
g 10 32000 1100 0.08 0.20
a 16 32000 900 0.06 0.16
3. R2.0
& 20 32000 600 0.04 0.12
25 20000 400 0.02 0.08
16 25000 1250 0.10 0.25
R2.5
25 20000 900 0.06 0.12
AN ap
Maximum cutting
depth
ae

1.Please select high-precision machine and tool holder.

2.Please select water-soluble cutting liquid.

3.Make overhang of tool as short as possible in condition of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Cutting parameters for AL series end mills -~

AL-2EXAL-2EL

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™") (mm/min)
1 40000 650 40000 500
2 40000 950 32000 750
3 26500 1500 21000 1100
4 20000 1600 16000 1250
5 16000 1500 13000 1100
6 13000 1250 10600 1000
8 10000 1400 8000 1100
10 8000 1600 6500 1250
12 6600 1650 5300 1300
14 5700 1700 4600 1350
16 5000 1700 4000 1350
18 4400 1700 3500 1350
20 4000 1700 3200 1350
]
a6=0.1D =
N
ae=1D =23
o @
. n
Maximum ap=1.5D
cutting depth ap=0.5D

1.The above table shows the reference value of side milling. The feed speed in slot milling is 70% of the reference value stated in the table.

2.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity
and workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.

3.t is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.

4 Please use water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.
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- Cutting parameters for AL series end mills

AL-3EXAL-3EL

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
1 40000 800 40000 600
2 40000 1200 32000 900
3 26500 1800 21000 1300
4 20000 2000 16000 1500
5 16000 1750 13000 1300
6 13000 1500 10600 1200
8 10000 1650 8000 1300
10 8000 1900 6500 1500
12 6600 1950 5300 1550
14 5700 2000 4600 1600
16 5000 2000 4000 1600
18 4400 2000 3500 1600
20 4000 2000 3200 1600
ﬁ=0'1 D
ae=1D
Maximum ap=1.5D
cutting depth ap=0.5D

1.The above table shows the reference value of side milling. The feed speed in slot milling is 70% of the reference value stated in the table.

2.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity
and workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.

3.t is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.

4 Please use water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for AL series end mills -~

AL-2B

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
R1.0 40000 2000 32000 1600
R1.5 26500 1950 21000 1550
R2.0 20000 1950 16000 1550
R2.5 16000 1950 13000 1550
R3.0 13000 2000 10600 1600
R4.0 10000 2450 8000 2000
R5.0 8000 2200 6500 1750
R6.0 6600 2050 5300 1650

F/\/\ 2p=0.1R
Maximum
cutting depth
ae=0.2R

1.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity
and workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.
2.1f the cutting depth is low, it is possible to increase the rotating speed and feed speed correspondingly.
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3.Please use water-soluble cutting liquid.
4.Make overhang of tool as short as possible in conditions of non-interference.

Cutting parameters for AL series end mills
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- Cutting parameters for AL series end mills

AL-3W

Cutting speed 250m/min 200m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
6 13000 3000 10600 1900
8 10000 3000 8000 1900
10 8000 2900 6500 1850
12 6600 2700 5300 1700
14 5700 2600 4600 1650
16 5000 2550 4000 1600
18 4400 2500 3500 1550
20 4000 2400 3200 1500
<ie>=0.25D
ae=1D
Maximum ap=1.5D
cutting depth a=1D

1.The above table shows the reference value of side milling. The feed speed in slot milling is 70% of the reference value stated in the table,
and feed rate 50%.

2.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity
and workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.

3.t is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.

4.Please use water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.

B552



Cutting parameters for AL series end mills -~

Cutting speed 500~800m/min 500~800m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
6 35000 3500 35000 3500
8 26000 3800 26000 3800
10 21000 4000 21000 4000
12 18000 4300 18000 4300
16 15000 4800 15000 4800
20 12000 5500 12000 5500
ae=0.5D
Maximum ap=1D
cutting depth

1.Above cutting parameters are suitable for aluminium high speed machining specific CNC.
2.Please select cutting liquid or strong air cooling system for chip flowing out.
3.The sparkle by machining or heat caused by breakage might result in fire or conflagration.Please pay attention to fire prevention.
4. Dynamic balance detection should be done before machining.

AL-2RL-AIR
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Cutting speed 500~800m/min 500~800m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
6 30000 3000 30000 3000
8 24000 3200 24000 3200
10 20000 3500 20000 3500
12 16000 3800 16000 3800
16 12000 4000 12000 4000
20 10000 4600 10000 4600
ae=0.5D
Maximum ap=1D
cutting depth

1.Above cutting parameters are suitable for aluminium high speed machining specific CNC.
2.Please select cutting liquid or strong air cooling system for chip flowing out.
3.The sparkle by machining or heat caused by breakage might result in fire or conflagration.Please pay attention to fire prevention.
4.Dynamic balance detection should be done before machining.
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- Cutting parameters for AL series end mills

3R-AIR

Cutting speed

800~1200m/min

800~1200m/min

cutting depth

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™") (mm/min) (min™) (mm/min)
12 25000 6000 25000 6000
16 20000 6400 20000 6400
20 15000 7000 15000 7000
ae=0.6D
. ap=0.6D
Maximum

1.Above cutting parameters are suitable for aluminium high speed machining specific CNC.
2.Please select cutting liquid or strong air cooling system for chip flowing out.

3.The sparkle by machining or heat caused by breakage might result in fire or conflagration.Please pay attention to fire prevention.
4.Dynamic balance detection should be done before machining.

AL-3RL-AIR

Cutting speed 800~1200m/min 800~1200m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
12 22000 5300 22000 5300
16 18000 5700 18000 5700
20 13000 6000 13000 6000
ae=0.6D
Maximum ap=0.6D
cutting depth

1.Above cutting parameters are suitable for aluminium high speed machining specific CNC.

2.Please select cutting liquid or strong air cooling system for chip flowing out.

3.The sparkle by machining or heat caused by breakage might result in fire or conflagration.Please pay attention to fire prevention.
4.Dynamic balance detection should be done before machining.
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Cutting parameters for ALG Series end mills -~

ALG-2E

1.The above table shows the standard value of side milling.When milling slot,70% of feed speed stated above are recommend as standard.

2.Please select high-rigidity and high-precision machine and tool holder.When the machine rigidity and workpiece fixture stability is
low,vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed above correspondingly.

3.When cutting depth is smaller,rotating speed and feed speed can be increased correspondingly.

4 .Please select water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
1 40000 650 40000 500
2 40000 950 32000 750
3 26500 1500 21000 1100
4 20000 1600 16000 1250
5 16000 1500 13000 1100
6 13000 1250 10600 1000
8 10000 1400 8000 1100
10 8000 1600 6500 1250
12 6600 1650 5300 1300
14 5700 1700 4600 1350
16 5000 1700 4000 1350
18 4400 1700 3500 1350
20 4000 1700 3200 1350
()
a:=0.1D =
- §E
=2
o @
n
ap=1 .5D
2
€
Maximum g
cutting depth 2
b
ae=1D n
[}
—
<<
2p=0.5D S
4
[0]
@
IS
[
©
[oN
(o]
£
g
(&)

6.Make overhang of tool as short as possible in condition of non-interference.
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= Cutting parameters for ALG Series end mills

ALG-3E

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
1 40000 800 40000 600
2 40000 1200 32000 900
3 26500 1800 21000 1300
4 20000 2000 16000 1500
5 16000 1750 13000 1300
6 13000 1500 10600 1200
8 10000 1650 8000 1300
10 8000 1900 6500 1500
12 6600 1950 5300 1550
14 5700 2000 4600 1600
16 5000 2000 4000 1600
18 4400 2000 3500 1600
20 4000 2000 3200 1600
ae=0.1D
ap=1.5D
Maximum
cutting depth
ae=1D
ap=0.5D

1.The above table shows the standard value of side milling.When milling slot,70% of feed speed stated above are recommend as standard.

2.Please select high-rigidity and high-precision machine and tool holder.When the machine rigidity and workpiece fixture stability is
low,vibration and abnormal noise may be generated.Please reduce the rotating speed and feed speed above correspondingly.

3.When cutting depth is smaller,rotating speed and feed speed can be increased correspondingly.

4 .Please select water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in condition of non-interference.
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Cutting parameters for ALG Series end mills -~

ALG-2R

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™") (mm/min)

1 40000 710 40000 550

2 40000 1040 32000 820

3 26500 1650 21000 1210

4 20000 1760 16000 1370

6 13000 1370 10600 1100

8 10000 1540 8000 1210

10 8000 1760 6500 1370

12 6600 1810 5300 1430

ae=0.1D
ae=1D
Maximum ap=1.5D
cutting depth ap=0.5D -
' E )
==
8E
=2
‘o @
n

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for ALG Series end mills

ALG-3R

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
1 40000 880 40000 660
2 40000 1320 32000 990
3 26500 1980 21000 1430
4 20000 2200 16000 1650
6 13000 1650 10600 1320
8 10000 1810 8000 1430
10 8000 2090 6500 1650
12 6600 2140 5300 1700
ae=0.1D
ae=1D
Maximum a=1.5D
- cutting depth ap=0.5D
o 2
28
38
7g
(]

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed
stated above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Cutting parameters for SM/VSM series end mills -~

SM-3E

Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
3 8500 660 4400 100
4 6400 690 3700 160
5 5800 710 3000 190
6 5300 750 2700 200
8 3900 700 2000 210
10 3100 640 1600 210
12 2600 600 1300 170
16 1900 520 1000 130
20 1500 445 800 140
ae=0.2D
ap=1.5D
()
S
Maximum cutting 8 _E
depth =2
]
ae=1D
ap=0.3D

1.The above table shows the standard value of side milling. When milling slot, rotating speed is around 80%~100% of the stated value, and
feed speed around 60%~80%.

2.Non water-soluble cutting liquid is recommended in machining of stainless steel and heat-resistant alloy.

3.Please select high rigid and precise machine and tool holder.

4.Adjust rotating speed and feed speed according to cutting depth and machine rigidity.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for SM/VSM series end mills

VSM-4E X VSM-4EFP

Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™") (mm/min) (min™) (mm/min)
4 6400 690 3700 160 3055 90
5 5800 710 3000 190 2470 90
6 5300 750 2700 200 2470 120
8 3900 700 2000 210 1820 130
10 3100 640 1600 210 1430 130
12 2600 600 1300 170 1235 110
16 1900 520 1000 150 935 90
20 1500 445 800 140 740 90
ae=0.4D ae=0.05D
ap=1.5D ap=1.5D
3 Maximum
;‘ cutting depth
o ae=1D ae=1D
ap=0.5D ap=0.2D

1.The above table shows the standard value of side milling. When milling slot, rotating speed is around 80%~100% of the stated value, and
feed speed around 60%~80%.

2.Non water-soluble cutting liquid is recommended in machining of stainless steel and heat-resistant alloy.

3.Please select high rigid and precise machine and tool holder.

4. Adjust rotating speed and feed speed according to cutting depth and machine rigidity.

5.Down milling is recommended

6.Make overhang of tool as short as possible in condition of non-interference.

7.The above table is recommended data based on L/D<4.When L/D>4, please reduce 70% of rotating speed and feed speed correspondingly.
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Cutting parameters for SM/VSM series end mills -~

Diameter Rotating speed Feed speed Rotating speed Feed speed

(mm) (min™) (mm/min) (min™) (mm/min)
6 5300 900 2700 240
8 3900 840 2000 255
10 3100 770 1600 255
12 2600 720 1300 205

ae=0.2D
ap=1 .5D
Maximum cutting
depth
ae=1D
ap=0.3D

1.The above table shows the standard value of side milling. When milling slot, rotating speed is around 80%~100% of the stated value, and
feed speed around 60%~80%.

2.Non water-soluble cutting liquid is recommended in machining of stainless steel and heat-resistant alloy.

3.Please select high rigid and precise machine and tool holder.

4 Adjust rotating speed and feed speed according to cutting depth and machine rigidity.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.
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= Cutting parameters for SM/VSM series end mills

VSM-4R % VSM-4RFP

Diameter Rotating speed Feed speed Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 5300 900 2700 240 2470 145
8 3900 840 2000 255 1820 155
10 3100 770 1600 255 1430 155
12 2600 720 1300 205 1235 135
16 1900 625 1000 180 935 110
ae=0.4D ae=0.05D
$>l<g3 ap=1.5D ap=1.5D
5
=
3
o
=
=
=
Q@
- % ae=1D ae=1D

o 2! =

28 =

3 8 ap=0.5D ap=0.2D

75

(]

1.The above table shows the standard value of side milling. When milling slot, rotating speed is around 80%~100% of the stated value, and
feed speed around 60%~80%.

2.Non water-soluble cutting liquid is recommended in machining of stainless steel and heat-resistant alloy.

3.Please select high rigid and precise machine and tool holder.

4.Adjust rotating speed and feed speed according to cutting depth and machine rigidity.

5.Down milling is recommended

6.Make overhang of tool as short as possible in condition of non-interference.

7.The above table is recommended data based on L/D<4.When L/D>4, please reduce 70% of rotating speed and feed speed correspondingly.
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Cutting parameters for CM series end mills -~

CM-2E

B Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
speed speed speed speed speed speed
(mm) e Cmm/r) ) (mm/r) e Cmm/r) ) (mm/r) e Cmm/r) e (mm/r)
(min™) (min™) (min™) (min™) (min™) (min™)
3 14000 0.017 14000 0.016 13000 0.017 7500 0.016 5308 0.016 20000 0.055
4 10800 0.02 10800 0.02 10000 0.02 5500 0.02 3980 0.02 15000 0.066
6 7000 0.024 7000 0.024 6400 0.024 3700 0.024 2654 0.024 10000 0.075
8 5200 0.03 5200 0.03 4800 0.03 2800 0.03 1990 0.03 8000 0.08
10 4200 0.05 4200 0.05 3800 0.05 2200 0.05 1592 0.05 6500 0.12
12 3500 0.065 3500 0.065 3200 0.065 1850 0.065 1326 0.06 5500 0.14
16 2600 0.09 2600 0.09 2400 0.09 1400 0.09 955 0.08 3180 0.16

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Cutting parameters for CM series end mills
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= Cutting parameters for CM series end mills

CM-4E

Diameter Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
speed speed speed speed speed speed
(mm) e Cmm/r) ) (mm/r) e (mm/r) ) (mm/r) e (mm/r) e (mm/r)
(min™) (min™) (min™) (min™) (min™) (min™)
3 12700 0.032 14000 0.032 13000 0.034 7500 0.024 5308 0.024 10600 0.025
4 9550 0.04 10800 0.04 10000 0.04 5500 0.032 3980 0.032 6500 0.037
6 6370 0.048 7000 0.048 6400 0.048 3700 0.04 2654 0.04 5300 0.07
8 4770 0.06 5200 0.06 4800 0.06 2800 0.048 1990 0.048 4000 0.11
10 3820 0.10 4200 0.10 3800 0.10 2200 0.06 1592 0.06 3500 0.125
12 3180 0.128 3500 0.128 3200 0.125 1850 0.10 1326 0.10 3000 0.15
16 2380 0.164 2600 0.164 2400 0.16 1400 0.125 955 0.125 2200 0.18

1.Please select high-precision machine and tool holder.
2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.

4.Reduce feed speed correspondingly when rotating speed is low.
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Technical information -—————~

\

/

Parts terminology of end mill

< Chip pocket Neck Shank 5 ) Land Wl_dth
.g g Relief land width i \' Radial primary relief angle
©
o % Radial secondary relief angle
Sy | X N R = )
o — 8 Radial rake angle
§ Length of cutting edge Helical angel o
Overall length
GASH
C Lead angle ‘
orner 9 Peripheral cutting edge /
Axial rake angle '
Axial primary relief angle
Axial secondary relief angle Web thickness

/ Number of teeth, chip pocket and tool rigidity \

2 Flutes 3 Flutes 4 Flutes

Profile of cross
section

L

o4

Proportlon' of cross 54% 56% 60%
section
Advantages @ Large chip pocket @ Easy chip removal ® Good rigidity
g @ Easy chip removal @ Perfect surface finish ® Perfect surface finish
Features
Disadvantages | Low rigidity (?izrrﬁ::te:o measure external Chip removal is not smooth
1. Slot machining 1 S!Ot machining - 1. Shallow slot machining
. . - 2. Side face machining . L
Functions 2. Side face machining 3 Heavy cuttin 2. Side face machining
3. Hole machining 4' For fir{ishingg 3. For finishing
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- Technical information

/ Down milling and up milling \

Slot milling

Side milling

Up milling

Down milling

Feed direction - < > <= Feed direction <= Feed direction

(a) up milling (b) Down milling

/ Length of cutting edge (overhang) and cutting edge diameter \

The shorter of overhang is, the higher the rigidity is. Thus
it is not easy to bend or vibrate in the cutting process, and

o g machining precision is improved. When length of cutting \4 F
;' g | edge (overhang) doubles, the Deflection degree (f) will be //= f—r i —-—-— -
=R, 8 times of the original. T —_ l
5 When the overhang is reduced by 20%, the AN f
Deflection degree (f) will decrease by 50%. F I’ F-1°64
When the diameter increases by 20%, the f= = P
3-E-1 3-E-d"-«

Deflection degree (f) will decrease by 50%.

UONBWLIOJUI [BOIUYDS]
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Technical information -—————~

/Feed rate selection table in profile machining by ball nose and R end mills\

i } Ry=Rx{1-cos[arc sin(fr/2R)]}
| |

Ry: Theoretical value of surface roughness
fr: Feed rate
R: Ball nose radius or corner radius

Table of theoretical roughness formed by ball nose of end mill ( corner radius of R end mill) and feed rate(mm)

Ry Feed rate fr
R 0.1 0.2 03 0.4 05 06 07 08 0.9 1.0
0.5 0.003 0.010 0.023 0.042 0.067 0.100
1.0 0.001 0.005 0.011 0.020 0.032 0.046 0.063 0.083 0.107
1.5 0.001 0.003 0.008 0.013 0.021 0.030 0.041 0.054 0.069 0.086
2.0 0.001 0.003 0.006 0.010 0.015 0.023 0.031 0.040 0.051 0.064
2.5 0.001 0.002 0.005 0.008 0.013 0.018 0.025 0.032 0.041 0.051
3.0 0.001 0.004 0.007 0.010 0.015 0.020 0.027 0.034 0.042
4.0 0.001 0.003 0.005 0.008 0.011 0.015 0.020 0.025 0.031
5.0 0.001 0.002 0.004 0.006 0.009 0.012 0.016 0.020 0.025
6.0 0.002 0.003 0.005 0.008 0.010 0.013 0.017 0.021 o
8.0 0.001 0.003 0.004 0.006 0.008 0.010 0.013 0.016 £3
10.0 0.001 0.002 0.003 0.005 0.006 0.008 0.010 0.013 o2
12.5 0.001 0.002 0.003 0.004 0.005 0.006 0.008 0.010 Ch
Ry Feed rate fr 5
R 1.1 1.2 1.3 1.4 15 1.6 1.7 1.8 1.9 2.0 £
0.5 2
1.0 8
1.5 0.104 £
2.0 0.077 0.092 0.109 =
25 0.061 0.073 0.086 0.100
3.0 0.051 0.061 0.071 0.083 0.095 0.109
4.0 0.038 0.045 0.053 0.062 0.071 0.081 0.091 0.103
5.0 0.030 0.036 0.042 0.049 0.057 0.064 0.073 0.082 0.091 0.101
6.0 0.025 0.030 0.035 0.041 0.047 0.054 0.061 0.068 0.076 0.084
8.0 0.019 0.023 0.026 0.031 0.035 0.040 0.045 0.051 0.057 0.063
10.0 0.015 0.018 0.021 0.025 0.028 0.032 0.036 0.041 0.045 0.050
12.5 0.012 0.014 0.017 0.020 0.023 0.026 0.029 0.032 0.036 0.040
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- Technical information

/ Cutting parameters calculation \
n Rotating speed per minute n[min”]r/min n=%
. . __dmn
v, Cutting speed Vc[m/min] Ve =""T000
Vy
f Amount of feed per tooth fz[mm/tooth] f= p
f Amount of feed per rotation fzflmm/rev.] S =f.z
v Feed rate Viimm/min] Vi=f.zn=fn
3 &l
(0] Removal rate Q[cm®/min] Q:W

Effective diameter of ball nose end mill defffmm]

B =0
d
(7] — 2
g% p ﬁJ deﬁr—Z’ 'd'(lp-(lp
38 ! B0
K = 2 -
2 g & d dejf=d~sin[ﬁﬂ:arccos(d—§a&)]
o
S A A q q de/f. m™n
ES Vo Effective cutting speed of end mill Vef{m/min] V;”;W
O
=Y
5 a, Radial cutting width ae[mm]
QO
8‘.
S
a, Axial cutting depth ap[mm]
d Milling diameter[mm]
z Number of teeth
B Inclined angle
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Technical information -—————~

/ Common problems and solutions for end mill \

Tool :
fracture | racture of end mil J | | t v v
Rapid wear of
cutting edge ‘/ l T o ‘/ T
Damage
of cutting | Breakage l l l down dry v v v
edge
Severe chips bond | v v wet | f
Poor surface quality T l l v' | wet v
Uneven l l l T T \/ \/
Machining | Uneven side face of
precision | workpiece l l up v T T T v
Burrs, breakage
and slice frittering l l l
Large vibration l T T l T \/ v v
Chip obstructed chip
control removal l l v l
1.Large abrasion of cutting edge is easy to cause fracture of end mill or poor surface quality, so it is
Others recommended to regrind the end mills.
2.Make overhang of tool as short as possible.
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~———— Customization based on standard items

-
Customer name: @» zcc-cT
ZCC-CT
Faks Huanghe south road, Tianyuan Zone,
Zhuzhou, Hunan,P.R.China
Tel: Fax: 0731-22882721 22885420 22887878
E-MAIL: Post code: 412007 E-Mail:zccet@zcect.com
When the diameter specification or length specification on the catalogue cannot meet your
requirements, we provide more professional and more accurate non-standard customization,
you just need to choose the series the customization based on.
End mill series selection
VPM series
UM series
PML series Diameter specification @0.3~20.0mm
PM series Number of teeth
GM series
HMX series
TM series Selection of end mill types
NM series
AL/ALG series
SM/VSM series [ ] Flattened end mill [ ] Ball nose end mill [ | R end mill
CM series
"N\ Hetioat angie= ]
Remark/Note:
Ordering quantities: pieces Expecting delivery date:
Quotation of supplier: Buyer confirmation:
Date:
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Customized non-standard order —————~

->
: N» 2cc-cT
Customer name: P il
Fax: Huanghe south road, Tianyuan Zone,

Zhuzhou, Hunan,P.R.China

Tel: Fax: 0731-22882721 22885420 22887878

E-MAIL: Post code: 412007 E-Mail:zccct@zecect.com

Workpiece material information

7 Carbon steel [ Grey cast iron Workpiece material grade:

i Diameter
7 Alloy steel 3 Nodular cast iron specification | 0.2~25.0mm
[ Pre-hardened steet ) Copper alloy g
] Hardened steel () Aluminum alloy Tensile strength= |:|N/ mm2 | [Numberofteeth

. y Cutting edge
[ Stainless steel — Titaniumalloy  Hardness= l:lUnil: (HRCHB etc) | |cross the center| [ ]Yes |[JNo
[ ] Heat-resistant alloy of the end mill

[}
*11 3 : ES
End mill information £
| S E
i i =2
Selection of end mill types Shank type 35
n
i -
2 Form HA
[ | Flattened end mill with [__] Flattened end mill with || Ball nose end mill [ IR end mill A
sharp edge corner protection edge - Fglnn_!-[;l;_!

= —
m U . 'd2=|:] | Straight shank

=[] | Helical angle=| |

Special design

Customized non-standard order

Machining method

Coating
1) Y| e [=0

No
[ ] Slot milling [ ] Side milling [ ] Profiling |:’

Remark/Note:
Ordering quantities: pieces Expecting delivery date:
Quotation of supplier: Buyer confirmation:

Date:
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Interchangeable

modular endmills series

New series of interchangeable modular endmills combines the advantages
of both solid carbide endmills and indexable toolholders together to

achieve high-precision, high-rigidity, and high-efficiency machining:

Solid carbide cutting head with high precision and consistency ;

The self-centering screw thread ensures the quick replacement, high security and
high strength ;

Double positioning from both radial and axial direction guarantees the high
rigidity, high stablity and high-precision coupling ;

Quick mounting on the machine tool would reduce the non-cutting time which
would increase the productivity significantly ;

Three cutting head series could share the shanks with the indexable
inserts type interchangeable series which could satisfy face milling, slot
milling, shoulder milling. profile milling, ramping and plunging from
roughing to finishing different working conditions.

Interchangeable milling cutter

Round shank Interchangeable Overall length Length of taper

m|II|ng series

({ .
Shank dlameter Corresponding tool bit Material
10-32mm connector code Cemented Carbide
Q07 Q08 L S Steel
Q10 Q12
L Q14 Q18

| Interchangeable milling cutter

-B0-

Connector code | Diameter Number of flutes Bit diameter

Qo7 10mm (10-32mm)
Q08 12mm . p ~ :
Q10 16mm | Chipbreaker) Applications | Noseshape code |Types of cutter R | Radius )
Q12 | 20mm PM General machining E Flat \__H__|Length of chamer
Q14 25mm HMX | High hardness machining R Circular PN
Q18 | 32mm )\ XM Economical machining ) B Ball Chamfer code | Chamfer angle

‘ C Chamfered —e| C60 60°

3 CR Fillet C90 90°

o . H Deep-feed) | C120 120° )
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Tungsten carbide
interchangeable cutting heads

Flattened endmills, Ball
endmills. Radius endmills

Good rigidity, longer tool life

Workpiece material : NAK8O(HRC40)
Machining methods : Profile milling
Interchangeable head : Q10-PM-2B-D16.0
Toolholder : G16-QCH-Q10-150C
Cutting method: Down milling, wet cut
Machining requirement: Ra<0.6um ,

When Ra > 0.6um tool failure.
Machine tool: Vertical Machining Center
Cutting parameters : Vc=250m/min , fz=0.06mm/z ,

ap=0.5mm , ae=0.5mm

A
@180 200
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, £
~160 =
138 P
************************************ ~120 @
<o
"""""""""""""""""""""" 80 £
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, X 5
40 O
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, “

Similar produc
of company A

Q10-PM-2B-D16.0

Result: The interchangeable modular endmills

has good rigidity and anti-vibration performance.
Comparing with the similar product from company A,
it has longer tool life and better efficiency.

Interchangeable shank

Selections of steel
shank. carbide shank,
and tooling system

are suitable for long
overhang. high feed
rate and other working
conditions.

The screw thread with abundant surface contact at
the curved surface with high precision which provides
the outstanding precision performance and stablity.

[ High-precision positioning surface \
Assurance of the perfect combination of

the shank and cutting heads.

’ Screw thread

Vo

High-precision and
extraodinary surface quality

Workpiece material : 718H(HRC35)
Machining methods : Side milling
Interchangeable head : Q10-PM-4E-D16.0
Toolholder : G16-QCH-Q10-120C
Cutting method: Down milling, wet cut
Machine tool: Vertical Machining Center
Cutting parameters : Vc=200m/min , fz=0.06mm/z ,
ap=8mm , ae=0.4mm
<+ PM-4E-D16.0 -= Q10-PM-4E-D16.0

0.8

Ra(um)

6 9 12 15 18 21
Cutting length(m)

New series of interchangeable modular endmills with
high precision and surface quality which has almost
the same performance as the solid carbide endmills.

B573
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~————— PM series Interchangeable modular endmills

4-flute unequal pitch flattened end mill

with straight shank

o |

PM-4E

MNMaMo
TEAIN

e

C

Side face

Step shoulder

Straight slot

D1

~

Q07-PM-4E-D10.0 10 9.5 16.0 6.5 Qo7 4 0.06 X45° 38°
Q08-PM-4E-D12.0 12 11.5 17.0 7.0 Q08 4 0.10X45° 38°
Q10-PM-4E-D16.0 16 15.2 21.5 9.0 Q10 4 0.10X45° 38°
Q12-PM-4E-D20.0 20 19.0 255 11.0 Q12 4 0.15X45° 38°
Q14-PM-4E-D25.0 25 24.0 315 13.5 Q14 4 0.15X45° 38°
Q18-PM-4E-D32.0 32 30.0 36.0 17.0 Q18 4 0.15X45° 38°
Explain
1. Different ap. pitch, radius from the above table can be customized ;
2. When Ap less or equal to the above dimensions will have higher cost performance.
p>> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNaséirlon, Copper | Aluminum | Titanium He?t .
steel OYBICS steel e ETr alloy alloy alloy WEEBEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(©) (©) ©) ©) (©) @) (©) O O
The corresponding m Codem Graphics category and iden(ﬁca@ Cutting pa@
B586-B589 B572 B259 B590
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A\ Solid Carbide End Mils\ MILLING B~

Profile Cavity Ball nose slot

~

PM-2B/4B

@D1

S e
N@N b Di<12 | 0-0.020 R/) D1<20 | +0.010
'H'E AH D1>12 | 0-0.030 D1>20 | +0.020

Q07-PM-2B-D10.0 10 9.5 16 6 5.0 Qo7 2 38°
Q07-PM-4B-D10.0 10 9.5 16 6.5 5.0 4 30°
Q08-PM-2B-D12.0 12 11.5 17.0 7.0 6.0 Q08 2 38°
Q08-PM-4B-D12.0 12 11.5 17.0 7.0 6.0 4 30°
Q10-PM-2B-D16.0 16 15.2 215 9.0 8.0 Q10 2 38°
Q10-PM-4B-D16.0 16 15.2 215 9.0 8.0 4 30°
Q12-PM-2B-D20.0 20 19.0 255 11.0 10.0 o2 2 38° -
o=
Q12-PM-4B-D20.0 20 19.0 255 11.0 10.0 4 30° B E
Q14-PM-2B-D25.0 25 24.0 315 13.5 12.5 Qi 2 38° |2 g
]
Q14-PM-4B-D25.0 25 24.0 31.5 135 125 4 30° @
Q18-PM-2B-D32.0 32 30.0 36.0 17.0 16.0 Q18 2 38° ®
Q18-PM-4B-D32.0 32 30.0 36.0 17.0 16.0 4 30° E
3
Explain =
1. Different ap. pitch, radius from the above table can be customized ; -é
2. When Ap less or equal to the above dimensions will have higher cost performance. o
g
(=]
c
3]
=
o
bS]
=
[}
Q0
5]
n
=
o
B> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
CarsE Al | Pre-hardened steel. Hardened steel Stainless C,\?s(t’irlon, Copper | Aluminum | Titanium Heat
steel oyistee steel L BT alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
(©) (©) (©) ©) (©) @) (@) O O
The corresponding m Codem Graphics category and id@ Cutting pa@
( B586-B589 | ( B572 ) B259 B590
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~————— PM series Interchangeable modular endmills

4-flute R end mills with straight shank

o i

PM-4R

Tiamy L)

il

AN

Di<12

0-0.020

D1>12

0-0.030

L, 4

Radius shoulder Profile

Radius corner slot

R

N

D1

Ap

~

Q07-PM-4R-D12.0R0.5 10 9.5 16.0 6.5 0.5 Qo7 4 38°
Q08-PM-4R-D12.0R1.0 12 11.5 17.0 7.0 1.0 Qo8 4 38°
Q10-PM-4R-D16.0R1.5 16 15.2 21.5 9.0 1.5 Q10 4 38°
Q12-PM-4R-D20.0R2.0 20 19.0 255 11.0 2.0 Q12 4 38°
Q14-PM-4R-D25.0R2.5 25 24.0 31.5 13.5 25 Q14 4 38°
Q18-PM-4R-D32.0R3.0 32 30.0 36.0 17.0 3.0 Q18 4 38°
® <°_n
a ‘5,- ‘ Explain
% 5 1. Different ap. pitch, radius from the above table can be customized ;
@ § ,3 2. When Ap less or equal to the above dimensions will have higher cost performance.
T
=
w
3
=1
w
=1
5]
(o]
0
Q
>
«Q
[9]
QO
=
@
3
o
Qo
c
o
(0]
>
o
3
@
p>> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNaséirlon, Copper | Aluminum | Titanium H.e?t .
steel OYBICS steel e ETr alloy alloy alloy WEEBEN
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O O (@} (@} (@) @) (@)} O O
The corresponding toolholder Codem Graphics category and iden(ﬁca@ Cutting pa@
B586-B589 B572 B259 B590
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HMX series Interchangeable modular endmills ———~

4-flute unequal pitch flattened end mill ﬂ
with straight shank Sdefce  Sepoiouder  Stmghtso

HMX-4E

~

@D1

o) Brianm LoeniER

Q07-HMX-4E-D12.0 10 9.5 16.0 6.5 Qo7 4 0.06X45° 45°
Q08-HMX-4E-D12.0 12 1.5 17.0 7.0 Q08 4 0.1X45° 45°
Q10-HMX-4E-D16.0 16 15.2 21.5 9.0 Q10 4 0.1x45° 45°
Q12-HMX-4E-D20.0 20 19.0 255 11.0 Q12 4 0.15X45° 45°
Q14-HMX-4E-D25.0 25 24.0 31.5 135 Q14 4 0.15X45° 45°
Q18-HMX-4E-D32.0 32 30.0 36.0 17.0 Q18 4 0.15X45° 45°
[}
=)
152
Explain § § =
1. Different ap. pitch, radius from the above table can be customized ; -2
2. When Ap less or equal to the above dimensions will have higher cost performance. 3 2 °
2
£
Ee)
c
[0}
&
>
o
o
1S
<@
e}
[
[}
(o]
c
©
=
[
B
=]
[%2]
Q0
@
(2]
x
=
T
B> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
CarsE Al | Pre-hardened steel. Hardened steel Stainless C,\?s(tjirlon, Copper | Aluminum | Titanium Heat
steel oyistee steel L BT alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O o @] @)
The corresponding toolholder Codem Graphics category and id@ Cutting parameters
B586-B589 B572 B259 B590

B577
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HMX-2B/4B

R

e B o P e

D1

Profile

Cavity Ball nose slot

~

Q07-HMX-2B-D10.0 10 9.5 16 6.0 5.0 2 35°
Q07-HMX-4B-D10.0 10 9.5 16 6.5 5.0 Qo 4 35°
Q08-HMX-2B-D12.0 12 115 17.0 7.0 6.0 2 35°
Q08-HMX-4B-D12.0 12 11.5 17.0 7.0 6.0 o8 4 35°
Q10-HMX-2B-D16.0 16 15.2 215 9.0 8.0 2 35°
Q10-HMX-4B-D16.0 16 15.2 215 9.0 8.0 @i 4 35°
Q12-HMX-2B-D20.0 20 19.0 255 11.0 10.0 Q12 2 35°
Q12-HMX-4B-D20.0 20 19.0 255 11.0 10.0 4 35°
Q14-HMX-2B-D25.0 25 24.0 31.5 135 125 2 35°
Q14-HMX-4B-D25.0 25 24.0 31.5 135 125 are 4 35°
Q18-HMX-2B-D32.0 32 30.0 36.0 17.0 16.0 2 35°
Q18-HMX-4B-D32.0 32 30.0 36.0 17.0 16.0 e 4 35°

Explain

1. Different ap. pitch. radius from the above table can be customized ;

2. When Ap less or equal to the above dimensions will have higher cost performance.

p>> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material
Csat;b:ln Alloy steel Pre-hardened steel. Hardened steel Stg,i(glgss CNagéli:'rlgr:, Cgﬁgyer Aluarng;,um Tﬂ:‘lﬂ_jum re:iig?atnt
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron Y alloy
O ©) (©) @)

The corresponding toolholder Codem Graphics category and iden(ﬁca@

B586-B589
B578

Cutting pa@
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L 4

Radius shoulder Profile Radius comer slot

~

R
\

i

o {RER I S B

@Dt

Ap

Q07-HMX-4R-D12.0R0.5 10 9.5 16.0 6.5 0.5 Qo7 4 35°
Q08-HMX-4R-D12.0R1.0 12 11.5 17.0 7.0 1.0 Qo8 4 35°
Q10-HMX-4R-D16.0R1.5 16 15.2 215 9.0 1.5 Q10 4 35°
Q12-HMX-4R-D20.0R2.0 20 19.0 255 11.0 2.0 Q12 4 35°
Q14-HMX-4R-D25.0R2.5 25 24.0 315 13.5 2.5 Q14 4 35°
Q18-HMX-4R-D32.0R3.0 32 30.0 36.0 17.0 3.0 Q18 4 35°
[}
=)
85 L
Explain '% E
1. Different ap. pitch, radius from the above table can be customized ; =]
2. When Ap less or equal to the above dimensions will have higher cost performance. 3 2 @
2
E
©
c
[0}
&
>
o
o
£
2
o
[
D
(=]
c
3]
=
o
b
=
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=
=
T
B> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
Pre-hardened steel. Hardened steel ; Cast iron, ; g Heat
Csat;bé:n Alloy steel Stg{ggalss Nodular Cgﬁger Aluarlr;:)num ﬂg"lﬂ;um resistant
~40HRC | ~50HRC | ~55HRC | ~B8HRC cast iron Y Y Y alloy
O o @] @)
The corresponding toolholder Codem Graphics category and id@ Cutting parameters
B586-B589 B572 B259 B590
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XM-2E

G B

C

Side face

Step shoulder

Straight slot

D1

~

Q07-XM-2E-D10.0 10 9.5 12.5 9 Qo7 [ )
Q08-XM-2E-D12.0 12 11.5 15.3 10 Qo8 [}
Q10-XM-2E-D16.0 16 15.2 18.0 14 Q10 2 [}
@ Stock available O Make-to-order
p>> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
CarvEn Allov steel Pre-hardened steel. Hardened steel Stainless CNas(tjirlon, Copper | Aluminum | Titanium Heat
steel YSIEe steel e ETr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O O (@} (@} (@) O (@) O O

B580

The corresponding toolholder

B586-B589

Codem

Graphics category and iden(ﬁca;on

Cutting pa@

B591



\ Solid Carbide End MiIIs :’

XM series Interchangeable modular endmills -~

L 4

XM Series Of interChangeable R endmi" Radius shoulder Profile Radius comer slot

~

XM-2R R
N
8 el 8

NaNe ~ Di<i2 0:0020
lﬂ&.@ﬂ“Xﬁ E i1 : @,

Q07-XM-2R-D10.0R1.0 10 95 1.0 6 1.0 Qo7 2 °
Q07-XM-2R-D10.0R2.0 10 95 1.0 6 2.0 Qo7 2 °
Q08-XM-2R-D12.0R1.0 12 115 11.0 6 1.0 Qo8 2 °
Q08-XM-2R-D12.0R2.0 12 115 11.0 6 2.0 Qo8 2 °
Q08-XM-2R-D12.0R3.0 12 115 11.0 6 3.0 Qo8 2 °
Q10-XM-2R-D16.0R1.0 16 15.2 13.5 7 1.0 Q10 2 °
Q10-XM-2R-D16.0R2.0 16 15.2 135 7 2.0 Q10 2 ° '3,
Q10-XM-2R-D16.0R3.0 16 152 135 7 3.0 Q10 2 ° '% z
Q10-XM-2R-D16.0R4.0 16 152 135 7 40 Q10 2 ° 2 2
)

@ Stock available O Make-to-order

®
S
°
c
)
o
©
3
°
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p>> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material

CarvEn Allov steel Pre-hardened steel. Hardened steel Stainless CNaséirlon, Copper | Aluminum | Titanium Heat
steel YSIEe steel e ETr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O O (@} (@] (@) O (@) O O
The corresponding toolholder Codem Graphics category and id@ Cutting pa@
B586-B589 B572 B259 B591
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XM-2B

S I

Dis12
D1>1

0-0.030

0:0.020088

@

Profile

Cavity

« K1 1L

Ball nose slot

D1

~

Q07-XM-2B-D10.0 10 9.5 12.5 10.2 5.0 Qo7 2 [ J
Q08-XM-2B-D12.0 12 1.5 15.3 11.45 6.0 Q08 2 [ J
Q10-XM-2B-D16.0 16 15.2 18 14 8.0 Q10 2 [ J
@ Stock available O Make-to-order
p>> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNas(tjirlon, Copper | Aluminum | Titanium H.e?t .
steel SSICS steel o alloy alloy alloy Ssisan
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O (@) (@)} @)
The corresponding toolholder Codem Graphics category and iden(ﬁca;on Cutting pa@
B586-B589 B572 B259 B591
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Ve

Chamfering Centering hole processing

~

XM-2C

D1
Dc

N <z 00
= s = @

Q07-XM-2C60-D10H7.7 10 9.5 1.5 12 9.3 7.7 60° Qo7 2 [ )
Q07-XM-2C90-D10H4.6 10 9.5 1.5 12 9.3 4.6 90° Qo7 2 [}
Q07-XM-2C120-D10H2.8 10 9.5 1.5 12 9.3 2.8 120° Qo7 2 [ )
Q08-XM-2C60-D12H9.4 12 11.5 1.5 16 11 9.4 60° Qo8 2 [}
Q08-XM-2C90-D12H5.6 12 11.5 1.5 16 1" 5.6 90° Qo8 2 (]
Q08-XM-2C120-D12H3.5 12 11.5 1.5 16 1 BY5) 120° Qo8 2 [}
Q10-XM-2C60-D16H12.2 16 15.2 25 18 14 12.2 60° Q10 2 [} 3' § o
Q10-XM-2C90-D16H7.6 16 15.2 1.5 18 14 7.6 90° Q10 2 () % %
Q10-XM-2C120-D16H4.5 16 15.2 1.5 18 14 4.5 120° Q10 2 [ ) = g
@ Stock available O Make-to-order &3
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p>> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material

CarvEn Allov steel Pre-hardened steel. Hardened steel Stainless CNaséirlon, Copper | Aluminum | Titanium Heat
steel YSIEe steel e ETr alloy alloy alloy resistant
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O O (@} (@] (@) O (@) O O
The corresponding toolholder Codem Graphics category and id@ Cutting pa@
B586-B589 B572 B259 B591
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- - Solid Carbide End Mills /

~———— XM series Interchangeable modular endmills

XM series of interchangeable fillet endmill et o

~

XM-2CR

@D1
@D2

NaNe ~ Di<12 0-0.020
l TIALN J IDE= : Q@)

Q07-XM-2CR-D10.0R1.0 10 9.5 1 14 9.5 Qo7 2 ([
Q07-XM-2CR-D10.0R2.0 10 9.5 2 14 9.5 Qo7 2 [ J
Q08-XM-2CR-D12.0R1.0 12 11.5 1 16 1.5 Qo7 2 [
Q08-XM-2CR-D12.0R3.0 12 11.5 3 16 11.5 Qo7 2 ([ J
Q08-XM-2CR-D12.0R4.0 12 11.5 4 16 1.5 Qo8 2 [
Q10-XM-2CR-D16.0R1.0 16 15.2 1 18 13.0 Qo8 2 [ J
® g i Q10-XM-2CR-D16.0R3.0 16 15.2 3 18 13.0 Qo8 2 ([
§' ; Q10-XM-2CR-D16.0R4.0 16 15.2 4 18 13.0 Q10 2 ([ J
= g Q10-XM-2CR-D16.0R5.0 16 15.2 5 18 13.0 Q10 2 [
2 @ Stock available O Make-to-order

x
=
w
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@
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p>> Applicable workpiece material table OVvery suitable OSuitable

Workpiece material

Pre-hardened steel. Hardened steel q Cast iron, . . Heat
Csat;b;n Alloy steel Stg{gl:lss Nodular Cglﬁf £l Aluarm’num 'I'|taa“*gum resistant
~40HRC | ~50HRC | ~55HRC | ~B8HRC cast iron Y Y Y alloy
(@) (@) (@) O
The corresponding toolholder Codem Graphics category and iden(ﬁca;oa Cutting pa@
B586-B589 B572 B259 B591
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XM series Interchangeable modular endmills -~

XM series of interchangeable high
feed endmill

XM-2H

B B

D1<12

0-0.020

Di>12

0-0.030

=

L 1L

Profile

Radius comer slot

Side face

Step shoulder

D1

Ar

@D2

~

Q07-XM-2H-D10.0R1.5 10 9.5 1 6 1.5 Qo7 2 [}
Q08-XM-2H-D12.0R2.0 12 11.5 11 6 2.0 Qo8 2 [ ]
Q10-XM-2H-D16.0R2.5 16 15.2 135 25 Q10 2 [ J
@ Stock available O Make-to-order
p>> Applicable workpiece material table OVvery suitable OSuitable
Workpiece material
Carbon Alloy steel Pre-hardened steel. Hardened steel Stainless CNas(tjirlon, Copper | Aluminum | Titanium H.e?t .
steel SSICS steel o alloy alloy alloy Ssisan
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
O O (@} (@} (@) @) (@) O O
The corresponding m Codem Graphics category and id@ Cutting pa@
B586-B589 B572 B259 B591

B585
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XM series Interchangeable modular endmills
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~——— Interchangeable straight shank modular end mills

B>> Selections of interchangeable straight shank

Ay
S <F [T =) 5 X [m)
JEE - 8§ 8 8
L L1
,—14 i
L
Picture 2
Picture 1
a [a)
8 2| - e
L
Picture 3
12<D4<16 | 20<D4<25 | 25<D4<32
he 0-0.011 {00013 | 0-0.016
Inter @ | £ |Basicdimensions(mm) 5 | 2 | Inter @ | £ |Basic dimensions(mm) 5 | 2
face Type g & el & | £ | |face Type g & el 8 | €
Vi 212 | L|L o0 E | 5 || M X1 Z|L | eoeD T3
G10-QCH-Q07-65S | A |0.04| 65 | 14 G12-QCH-Q08-120C | A |0.17 |120| 70 1.5 Pic1
%] [
G10-QCH-Q07-758 A |0.05| 75 | 24 g G12-QCH-Q08-155C | A |0.21|155| — |12 § -
N 12| - £
G10-QCH-Q07-85S A |0.06| 85 | 34 Q08| G12-QCH-Q08-165C | A |0.23|165 «
—————— e
Q
G10-QCH-Q07-55C A |0.08/ 55| 5 9.5 § G16-QCH-Q08-60S A 10.0860 | 7 % Pic1
s &
- 16 [11.5
G10-QCH-Q07-75C | A | 0.1 |75 |25 |10 - G16-QCH-Q08-140C-ZJ90| A |0.25[140| 90 1° §=’ Pic2
Qo7
G10-QCH-Q07-85C A |0.11| 85| 35 G16-QCH-Q10-80S A 10.11| 80 |26.5
Q 1]
G10-QCH-Q07-105C | A |0.13|105| 55 g G16-QCH-Q10-100S | A |0.14|100(42.5 g
G10-QCH-Q07-125C | A |0.15[125| — - G16-QCH-Q10-110S | A |0.15|110|58.5
10 R I e e e e e T T
G10-QCH-Q07-145C | A |0.17|145 © G16-QCH-Q10-55C | A |0.13|55 | 5 15.2 £
[0
G12-QCH-Q07-120C-ZJ70| A |0.18[120| 70 |12|9.5| 1° Pic2 G16-QCH-Q10-90C | A |0.22| 90 | 40 | 16
G12-QCH-Q08-65S | A 0.05| 85 | 20 Q10| G16-QCH-Q10-120C | A | 0.3 |120| 70
)
o )
G12-QCH-Q08-80S | A |0.06| 80 | 35 g G16-QCH-Q10-150C | A |0.37 150|100
G12-QCH-Q08-90S | A 0.07| 90 | 45 e G16-QCH-Q10-190C | A |0.47 [190| — -
Qos 12115 = | £ 16 £
(0]
G12-QCH-Q08-55C A 10.08| 55| 5 - G16-QCH-Q10-205C | A |0.52|205 «
Q 1]
G12-QCH-Q08-80C | A |0.11] 80 | 30 g G20-QCH-Q10-65S | A [0.14| 65 |10.5 & |Pict
20 [15.2 -
)
G12-QCH-Q08-100C | A |0.14|100| 50 G20-QCH-Q10-200C-ZJ140| A |0.69|200 | 140 0.8° 5 Pic2
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Interchangeable straight shank modular end mills -———~

G20-QCH-Q12-90S | A [0.19] 90 |34.5 G25-QCH-Q14-220C | A |1.35|220(150 24 Pic1
] Q
G20-QCH-Q12-110S | A |0.23|110|54.5 ) G25-QCH-Q14-290C | A |1.77|290| — |25 3=
B 25 f
G20-QCH-Q12-125S | A |0.26|125|74.5 Q14 G25-QCH-Q14-310C | A |1.89|310 o
———— 3
Q %]
G20-QCH-Q12-65C | A |0.24| 65| 5 19 % G32-QCH-Q14-80S | A |0.42| 80 |18.5 g |Pict
- 32| 24 ;
G20-QCH-Q12-100C | A |0.38|100] 40 | 20 G32-QCH-Q14-270C-2J200 | A |2.38|270|200 08° 5 |Pic2
Q12| G20-QCH-Q12-140C | A |0.53|140] 80 . G32-QCH-Q18-1255 | A |0.69|125| 60
g “
G20-QCH-Q12-180C | A |0.68 /180120 G32-QCH-Q18-160S | A |0.88|160| 92 T
G20-QCH-Q12-235C | A | 0.9 [235| — - G32-QCH-Q18-185S | A |1.01|185|124
20 | e i | | -
G20-QCH-Q12-255C | A |0.98|255 e G32-QCH-Q18-75C | A |0.82| 75| 5 T
G25-QCH-Q12-758 | A |0.24| 75 |14.5 25 g |Pict G32-QCH-Q18-140C | A |1.39|140]| 70 -
19 ; 32
G25-QCH-Q12-250C-2J180| A 1323250180 0.8°| 5 |Pic2| |@18| G32-QCH-Q18-200C | A |1.96 200130 -
Q
G25-QCH-Q14-100S | A |0.34|100(43.5 G32-QCH-Q18-260C | A |2.55|260(190 g
[2]
G25-QCH-Q14-125S | A |0.42|125(68.5 ] G32-QCH-Q18-320C | A |3.13|320|250
G25-QCH-Q14-150S | A | 0.5 |150(93.5 e G32-QCH-Q18-355C | A |3.42(355| — -
Ql4 25|24 | — |- £ 32 e
G25-QCH-Q14-75C | A |0.27| 75| 5 - G32-QCH-Q18-385C | A |3.71|385 o
Q %]
G25-QCH-Q14-120C | A |0.74|120] 50 g G40-QCH-Q18-100S | A |0.81]100| 28 | 40| 30 g |Pict
G25-QCH-Q14-170C | A |1.04 170|100
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~———— PM series with interchangeable taper shank

B>> Selections of interchangeable taper shank

Taper type

Taper type

SR -
L1
L - a -
Picture 1 Picture 2
Ifr;tceer 1;323 Specification L L1 Picture V{Eg; L Ifra1tceer 'I:;g:r Specification L L1 Picture V\zilg)h t
BT30 | BT30-QCH-Q07-33S | 33.63 5  |Picture 1| 0.32 JT30 | JT30-QCH-Q07-31S | 31.26 5 |Picture 1| 0.32
BT40 | BT40-QCH-Q07-40S | 40.13 5  |Picture 1| 0.92 JT40 | JT40-QCH-Q07-32S | 32.49 5  |Picture 1| 0.83
BT50 | BT50-QCH-Q07-54S | 54.3 5  |Picture 1| 3.76 JT50 | JT50-QCH-Q07-35S | 35.32 5 |Picture 1| 3.38
Qo7 BT30 | BT30-QCH-Q07-41S | 41.66 14 |Picture 2| 0.31 Qo7 JT30 | JT30-QCH-Q07-39S | 39.28 14 |Picture 2| 0.31
BT40 | BT40-QCH-Q07-57S | 57.86 24  |Picture 2| 0.94 JT40 | JT40-QCH-QO07-50S | 50.22 24 |Picture 2| 0.85
BT50 | BT50-QCH-Q07-81S | 81.73 34  |Picture 2| 3.81 JT50 | JT50-QCH-Q07-62S | 62.74 34  |Picture 2| 3.43
BT30 | BT30-QCH-Q08-35S | 35.63 7 |Picture 1| 0.4 JT30 | JT30-QCH-Q08-33S | 33.26 7  |Picture 1| 0.4
BT40 | BT40-QCH-Q08-42S | 42.13 7  |Picture 1| 1.01 JT40 | JT40-QCH-Q08-34S | 34.49 7  |Picture 1| 0.87
BT50 | BT50-QCH-Q08-56S 56.3 7  |Picture 1| 3.8 JT50 | JT50-QCH-Q08-37S | 37.32 7  |Picture 1| 2.79
aos BT30 | BT30-QCH-Q08-46S | 46.66 19  |Picture2| 0.41 Qo JT30 | JT30-QCH-Q08-44S | 44.28 19  |Picture 2| 0.41
BT40 | BT40-QCH-Q08-64S | 64.86 31 |Picture2| 1.05 JT40 | JT40-QCH-Q08-57S | 57.22 31 |Picture2| 0.9
BT50 | BT50-QCH-Q08-90S | 90.73 43  |Picture 2| 3.86 JT50 | JT50-QCH-Q08-71S | 71.74 43 |Picture 2| 2.85
BT30 | BT30-QCH-Q10-38S 38.8 10.5 |Picture 1| 0.41 JT30 | JT30-QCH-Q10-36S | 36.43 10.5 |Picture 1| 0.41
BT40 | BT40-QCH-Q10-45S | 45.3 10.5 |Picture 1| 1.02 JT40 | JT40-QCH-Q10-37S | 37.67 10.5 |Picture 1| 0.88
BT50 | BT50-QCH-Q10-59S | 59.48 10.5 |Picture 1| 3.8 JT50 | JT50-QCH-Q10-40S | 40.49 10.5 |Picture 1| 2.79
ato BT30 | BT30-QCH-Q10-53S | 53.73 | 26.5 |Picture2| 0.44 ato JT30 | JT30-QCH-Q10-51S | 51.36 | 26.5 |Picture2| 0.43
BT40 | BT40-QCH-Q10-75S | 75.83 | 425 |Picture2| 1.1 JT40 | JT40-QCH-Q10-68S 68.2 425 |Picture2| 0.96
BT50 | BT50-QCH-Q10-105S | 105.61 | 58.5 |Picture 2| 3.96 JT50 | JT50-QCH-Q10-86S | 86.62 | 58.5 |Picture 2| 2.95
BT30 | BT30-QCH-Q12-42S | 42.47 14.5 |Picture 1| 0.42 JT30 | JT30-QCH-Q12-40S 401 14.5 |Picture 1| 0.42
BT40 | BT40-QCH-Q12-48S | 48.97 14.5 |Picture 1| 1.03 JT40 | JT40-QCH-Q12-41S | 41.33 14.5 |Picture 1| 0.89
BT50 | BT50-QCH-Q12-63S | 63.14 14.5 |Picture 1| 3.81 JT50 | JT50-QCH-Q12-44S | 44.15 14.5 |Picture 1| 2.8
a12 BT30 | BT30-QCH-Q12-61S 61.3 345 |Picture2| 0.48 a12 JT30 | JT30-QCH-Q12-58S | 58.92 | 34.5 |Picture2| 0.48
BT40 | BT40-QCH-Q12-87S 87.3 54.5 |Picture2| 1.18 JT40 | JT40-QCH-Q12-79S | 79.66 | 54.5 |Picture2| 1.04
BT50 | BT50-QCH-Q12-120S | 120.98 | 74.5 |Picture2| 4.1 JT50 | JT50-QCH-Q12-101S | 101.99 | 74.5 |Picture 2| 3.09
BT30 | BT30-QCH-Q14-46S | 46.03 18.5 |Picture 1| 0.45 JT30 | JT30-QCH-Q14-43S | 43.66 18.5 |Picture 1| 0.45
BT40 | BT40-QCH-Q14-52S | 52.53 18.5 |Picture 1| 1.06 JT40 | JT40-QCH-Q14-44S | 44.89 18.5 |Picture 1| 0.92
BT50 | BT50-QCH-Q14-66S 66.7 18.5 |Picture 1| 3.84 JT50 | JT50-QCH-Q14-47S | 47.71 18.5 |Picture 1| 2.84
a14 BT30 | BT30-QCH-Q14-69S 69.8 435 |Picture2| 0.57 a4 JT30 | JT30-QCH-Q14-67S | 67.36 | 43.5 |Picture2| 0.57
BT40 | BT40-QCH-Q14-100S | 100.61 | 68.5 |Picture2| 1.37 JT40 | JT40-QCH-Q14-92S | 92.97 | 685 |Picture2| 1.22
BT50 | BT50-QCH-Q14-139S | 139.16 | 93.5 |Picture2| 4.41 JT50 | JT50-QCH-Q14-120S | 120.18 | 93.5 |Picture 2| 3.4
BT40 | BT40-QCH-Q18-61S 61.5 28 |Picture 1| 1.14 JT40 | JT40-QCH-Q18-53S | 53.86 28  |Picture 1| 1.0
BT50 | BT50-QCH-Q18-75S | 75.67 28  |Picture 1| 3.92 JT50 | JT50-QCH-Q18-56S | 56.68 28  |Picture 1| 2.91
a18 BT40 | BT40-QCH-Q18-122S | 122.44 92  |Picture 2| 1.74 a18 JT40 | JT40-QCH-Q18-115S | 115.6 92 |Picture 2| 1.61
BT50 | BT50-QCH-Q18-168S | 168.62 | 124 |Picture 2| 5.07 JT50 | JT50-QCH-Q18-149S | 149.63 | 124 |Picture 2| 4.07
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Interchangeable HSK shank end mills -~

p>> Selections of interchangeable HSK shank

Taper type Taper type

8I=E
L]
L L
Picture 1 Picture 2
HSK63 HSK63-QCH-Q07-40S 38 5.0 Picture 1 0.60
HSK63 HSK63-QCH-Q07-64S 57 24.0 Picture 2 0.66
ao7 HSK100 HSK100-QCH-Q07-43S 41 5.0 % Picture 1 1.82
HSK100 HSK100-QCH-Q07-82S 73 34.0 Picture 2 2.01
HSK63 HSK63-QCH-Q08-40S 40 7 Picture 1 0.66
o8 HSK63 HSK63-QCH-Q08-64S 64 31 "5 Picture 2 0.71 g =
HSK100 HSK100-QCH-Q08-43S 43 7 Picture 1 2.0 8 _E
HSK100 HSK100-QCH-Q08-82S 82 43 Picture 2 2.16 % 5
HSK63 HSK63-QCH-Q10-43S 43 10.5 Picture 1 0.64 2
HSK63 HSK63-QCH-Q10-74S 74 425 Picture 2 0.75 é
a1o HSK100 HSK100-QCH-Q10-48S 48 10.5 152 Picture 1 2.05 e
HSK100 HSK100-QCH-Q10-94S 94 58.5 Picture 2 2.2 j::
HSK63 HSK63-QCH-Q12-46S 46 14.5 Picture 1 0.69 %
HSK63 HSK63-QCH-Q12-86S 86 54.5 Picture 2 0.84 i’
Q12 19 : ©
HSK100 HSK100-QCH-Q12-48S 48 14.5 Picture 1 2.02 =
HSK100 HSK100-QCH-Q12-112S 112 74.5 Picture 2 2.42 %
HSK63 HSK63-QCH-Q14-51S 51 18.5 Picture 1 0.74 g
Q14 HSK63 HSK63-QCH-Q14-100S 100 68.5 04 Picture 2 1.03 E
HSK100 HSK100-QCH-Q14-55S 55 18.5 Picture 1 2.13
HSK100 HSK100-QCH-Q14-130S 130 93.5 Picture 2 2.73
HSK63 HSK63-QCH-Q18-59S 59 28 Picture 1 0.79
HSK63 HSK63-QCH-Q18-120S 120 92 Picture 2 1.38
a1s HSK100 HSK100-QCH-Q18-60S 60 28 % Picture 1 2.15
HSK100 HSK100-QCH-Q18-155S 155 124 Picture 2 3.28
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~———— Recommended cutting parameters for interchangeable module endmills

PM-4E PM-2B % PM-4B%PM-4R

p>> Recommended cutting speed

Cutting speed Vc

Workpiece material

Vc(m/min)

70 ~ 280 60 ~ 160

80 ~ 280

270 ~ 840

20~70

30 ~ 80

p>> Cutting parameters : (mm)

10 0.03 ~0.09
12 0.04 ~0.10
16 0.05~0.12
1D 0.1~0.5D
20 0.05~0.15
25 0.06 ~0.15
32 0.06 ~0.18

0.02~0.1

0.03~0.11

0.05~0.13

0.05~0.17

0.06 ~0.18

0.06 ~0.22

0.03~0.05D | 0.1 ~0.5D

0.02~0.1

0.03~0.11

0.05~0.13

0.05~0.17

0.06 ~0.18

0.06 ~0.22

0.1 ~0.3R

0.05~0.15R

p>> Adjustments of the cutting parameters for different xD shanks

2 100 100 100
3 100 100 100
4 80 90 70
5 60 80 40
7 30 60 20
9 20 50 10

p>> Recommended cutting speed

cutting speed Vc

40 - 50HRC

HMX-4Ex HMX-2B % HMX-4B X HMX-4R

50 - 60HRC

60 - 68HRC

Ve(m/min)

260 ~ 320

150 ~ 220

100 ~ 200

p>> Cutting parameters : (mm)

10 0.02 ~0.06 0.04 ~0.13 0.25R 0.1R
12 0.03 ~0.07 0.05~0.15 0.3R 0.1R
16 0.03 ~0.07 0.08~0.18 0.35R 0.1R
20 0.04~0.08 0.02~0.05D 0-1~05D 0.10 ~ 0.22 0.4R 0.1R
25 0.04~0.08 0.12~0.25 0.5R 0.12R
32 0.05~0.10 0.15~0.30 0.6R 0.12R
p>> Adjustments of the cutting parameters for different xD shanks

2 100 100 100

3 100 100 100

4 80 90 70

5 60 80 40

7 30 60 20

9 20 50 10
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Recommended cutting parameters for interchangeable module endmills -~

XM-2B% XM-2H % XM-2C/2CR

p>> Recommended cutting speed

Workpiece material "
Cutting speed Vc M s
Vc(m/min) 70 ~ 280 60 ~ 160 80 ~ 280 270 ~ 840 20~70 30~ 80

p>> Cutting parameters : (mm)

10 0.03~0.11 04~0.8 0.07 ~0.12
12 0.04 ~0.12 0.3R 0.1R 0.5~0.9 0.65D 0.25R 0.08 ~0.12 0.1D 0.1D
16 0.056~0.13 06~1.0 0.1~0.12

1. Please adopt high precision machining center and shank holder.

2. Climb milling is recommended on side milling.

3. Please reduce the rev and feed rate if there are vibrations and abnormal noise under the circumstances of the bad rigidity of machine.
4. In the condition of interference-free, the extended length of milling cutter should be short as much as possible.

p>> Adjustments of the cutting parameters for different xD shanks

2 100 100 100
3 100 100 100
4 80 920 70
5 60 80 40
7 30 60 20
9 20 50 10

XM-2E % XM-2R

p>> Recommended cutting speed

Workpiece material
Cutting speed Vc

Ve(m/min) 270 ~ 840

p>> Cutting parameters : (mm)

0.035-0.09
12 0.04-0.1 |0.1-0.15D| 0.75D 0.04-0.1 0.02-0.05
16 0.05-0.12 0.05-0.12 0.025-0.06
1.The cutting speed should be 50%~70% of above recommenddations when doing slot milling.

2. Please adopt high precision machining center and shank holder.

4. Climb milling is recommended on side milling.

4. Please reduce the rev and feed rate if there are vibrations and abnormal noise under the circumstances of the bad rigidity of machine.
5.In the condition of interference-free, the extended length of milling cutter should be short as much as possible.

0.035-0.09 0.02-0.045 0.02-0.045
0.02-0.05

0.025-0.06

p>> Adjustments of the cutting parameters for different xD shanks

2 100 100 100
3 100 100 100
4 80 920 70
5 60 80 40
7 30 60 20
9 20 50 10
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- Technical information

p>> Tolerance of shank ( mm)

radial runout 0.015 0.015 0.02 0.02
total runout 0.01 0.01 0.01 0.01
B> Wrench

Qo7 QCH-7.5x8 10N.M
Qo8 16N.M

QCH-10%13
Q10 20N.M

PM/HMX

Q12 30N.M

QCH-16x20
Q14 40N.M
Q18 QCH-26 50N.M
Qo7 10N.M

QCH-5x6.5
Qo8 XM 15N.M
Q10 QCH-7.5x8 20N.M

The wrench need to be purchased separately

Cutting head installation instructions

A 1.Use the clean cotton to remove the oil and
dust on the interface cone, end face, and
threads.

A 2.While you are using your hands directly
contact the cutting edges during clamping.
It may cause injury, please use protective
equipment.

A 3.After installing the cutting head, if there is
a gap between the cutting head and the end
face of the shank, please use the wrench to
tighten it until it fits completely.

A 4.For strict operation requirements, please
use the recommended torque to install the
cutting head.

Remove the oil and dust
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