e\ L5k /]

SOLID CARBIDE ENDMILLS

E 25 - s@m—aeim

E SERIES / FOR NORMAL STEEL

BENIAREEZIE - BERR 45HRC BY—ARHEAS - BIGEREE - dpindl « TR - 5 « RIS WSH - KAS
BR{LIRERE - BETEMBRER - NTEGRESIR - BENR(IRETABERNNE  BRIAR Y ERE - £E

EFRIRTE ©

‘E‘

L2
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L3

HL - 7
ORDERING CODE

E0050402550-0052

E0050405050-0052 5
EF01004050-0504 1 5 -
EF02004050-100X 10 -
E0200406050-030X ’ 3 b
EF03004050-090X 3 9 -
E0300409050-050X 5 9
EF04004050-120X L 12 -
E0400412050-060X ) 12
EF06006050-180X 18 -
E0600618050-090X b 9 18
EF08008060-250X 25 -
E0800825060-120X 8 12 25
EF10010070-300X 10 30 -
E1001030070-150X 15 30
EF12012075-350X 1 35 -
E1201235075-180X 18 35
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SOLID CARBIDE ENDMILLS

CORNER RADIUS E™ BALL NOSE

BREIERT]

o

L2
!

o
-3
—

L3

L2

L3

L1
R HER T8
D2 L1 z

ORDERING CODE R D2 L1 z ORDERING CODE D1 L2 L3 R

TF020450020-060X b - 0.2 B0100408050-0102 1 1 8 0.5
TF020450050-060X ) b = 0.5 BF02004050-0402 ) 4 = 1
T02045006020-030X 3 b 0.2 B0200408050-0202 2 8
T02045006050-030X 3 b 0.5 BF03004050-0602 3 b = L5 4
TF030450020-090X 9 - 0.2 B0300410050-0302 3 10 50
TF030450050-090X 3 9 = 0.5 L BF04004050-1002 L 10 = )
T03045009020-050X 5 9 0.2 B0400412050-0602 b 12
T03045009050-050X 5 9 0.5 50 BF06006050-1202 6 12 - 3 6 2
TF040450020-120X 12 - 0.2 B0600618050-0902 9 18
TFO40450050-120X | 12 - 0.5 BF08008060-1602 q 16 = A 8 60
T04045012020-060X 6 12 0.2 B0800824060-0802 8 24
T04045012050-060X 12 0.5 BF10010070-3002 10 30 = ; 10 70
TF060650050-180X 18 - 0.5 B1001030070-1502 15 30
TF060650100-180X 6 18 = 1 6 X;EZ BF120120075-3502 1 35 = 6 1 75
T06065018050-090X 18 0.5 X=4 B1201235075-1802 18 35
T06065018100-090X 18 1 . T
TF080860050-240X 24 - 0.5 L3RA5I 1
TR T o0 _ o

8 8 60 432 g / MANUFACTURER | 1ER18 TIETE De 6 mm
T08086024050-120X 12 24 0.5 pese e / MODEL AV-128 TIE R /RADIUS 1| mm
T08086024100-120X 12 24 1 5% / MAX. SPEED 24000 JJEJ)E]/T00TH 2 tooth
TF100070050-300X 30 - 0.5 CNC#24122 / CONTROLLER  SIEMENS {8 £ / OVERHANG 28 | mm
710007030050-150X 15 30 0.5 T #4#E 2 / HARDNESS HRC 52 S VF 4000 r:m/min
T10007030100-150X 15 30 1 A5 3 / CLAMPING E2\F TIES Fz 0.1 | mm/tooth
TF120075050-350X 35 - 0.5 7240757 / (00LING IEWIN YR Ap 0.12 mm
TF120075100-350X 35 - 1 DN T B4 / PASS “HESIERE E Ae 0.16 mm

12 12 15 NIERE 16 mm
T12007535050-180X 18 35 0.5 AT 4ans s/ T00L LIFE 90 min
T12007535100-180X 18 35 1 I = 1 5/ CHIP VOLUNE e fmin

EETE DERTHES  ZPIEEWMR °
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SOLID CARBIDE ENDMILLS

SOUARE

HL -2 &
ORDERING CODE D1

i

L2

|

L3

¥

D2 o

1

(N

L3

L1 L1
NE BRE R T aR DAL
L2 L3 R D2 L1 YA
4

EHF02004050-040X
EHF02004050-060X 6

EHF03004050-060X : 6 . .
EHF03004050-090X g

EHF04004050-080X . 8

EHF04004050-120X 12

EHF06006058-160X 16 K=2
EHF06006058-200X b 20 i b 8 ;fl
EHF08008063-160X 5 16 ] s
EHF08008063-250X 25

EHF10010070-200X 20

EHF10010070-300X 10 30 10 10
EHF12012079-240X 24

EHF12012079-350X 12 35 12 18

ES{i7/UNIT : mm

H R - E@mssiEizsm

H SERIES / FOR HARDENED STEEL UP TO 65HRC

REARITICBERIE - BETR 45HRC 2 65HRC HIS1ASBEN o IRAIRERE OBk CiSEEREM
» JDREBBARLMIMNRM EER - VHIS@EEMAR - RS RVEGRE - MRENERETTMN ° VHIRERIE
BUARIES - BEOMEN - BRIDBIUIHI THHEABIETT ©




e\ a5k /]

SOLID CARBIDE ENDMILLS

CORNER RADILIS H™ “mmgy BALL NOSE

ra

9>

o
- Q-

SN n:z

L3 L3

L1 L1
RIEASR (Ed IR BHEE RA LTS BER AL
ORDERING CODE 1 L2 L3 R D2 L1 4
4 0.2

‘

L2

L3 L3

HL -2 & VAL BRER R HER T8
ORDERING CODE D1 L2 ] D2 L1 z

THF020450020-040X BHF02004050-0402
THF020450050-040X ) b 0.5 BH0200405050-0202 2 5
THF020450020-060X 6 0.2 BHF03004050-0602 3 6 - e
THF020450050-060X 6 0.5 BH0300410050-0302 3 10 b
THF030450020-060X 6 0.2 BHF04004050-1002 10 - .
THF030450050-060X : 6 0.5 . . BH0400415050-0402 b b ¥ 2
THF030450020-090X g 0.2 BH0400415050-0802
THF030450050-090X g 0.5 BHF06006050-1202 12 - 2
THF040450020-080X 8 0.2 BH0600620050-0482 6 48 . 3 6
THF040450050-080X . 8 0.5 BH0600620050-0602 6
THF040450020-120X 12 0.2 BHF08008063-1602 16 -
THF040450050-120X 12 0.5 BH0800825063-0642 8 6.4 . 4 8 63
THF060650050-120X 12 0.5 BH0800825063-0802 8
THF060650100-120X 12 50 Y= BHF10010070-2002 10 20 - 5 10 70
THF060650100-160X 6 16 - 1 6 5 BHF12012079-2402 12 24 - 6 12 79
THF060658050-180X 18 0.5 " X=b S BT
Mbosetibongimet . o I R T T T
%%FH&%/MANUFAGURER IJE-S’]{‘“ Dc

THF080863100-160X 8 16 1 8 63 #3375 / MODEL F1500 JIER &/ RADIUS 0.4 0.4 0.75 -
THF080863050-240X 24 0.5 SemE /MK PED 6000 TIE70%1/T00TH 2 2 2 tooth
THF080863100-240X 2l 1 CNCH2 125 / CONTROLLER {BH £ / OVERHANG 20 20 20 mm
THF100070050-200X 20 0.5 JI3BZ 4k / SPINDLE BT50 YIEERE Ve 28.3 21.2 21.2 | m/min

3| / MATERIAL [EDEN] rpm
THFI00070100-200X 20 1 P g s | HCioe | om0 10| 80| e
THF100070050-300X 30 0.5 SEEE T/ (UNPNG G ST F2 011 011 0.09 mmteoth
THF100070100-300X 30 1 WAl /NG IR T Ao 006 004 002 mm
THF120079050-240X 24 0.5 0L B&AK / PASS AB/P/AENIT E Ae 1.08 0.09 0.06  mm
THF120079100-240X 5 24 1 . " iiijii/mm e
THF120079050-350X 35 0.5 e GIPVOLUNE o
THF120079100-350X 35 1

Hi/0NT 2 m BFE FOREEAP N0 T A HREESE - ABI0 LIS DIDEBEGNERE
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SOLID CARBIDE ENDMILLS

SOUARE

o 4

02 D D2
Yo v

L2 L2

|

L3 L3

L1 L1
RTEERIER VLK UIE= BRE RA A B T
ORDERING CODE D1 L2 L3 R D2 L1 YA
4
2

ENF02004050-040X

ENF02004050-060X 6

ENF03004050-060X ; 6 .

ENF03004050-090X 9 "
ENF04004050-080X . 8

ENF04004050-120X 12

ENFO6006050-120X 12 X=2
ENF06006050-180X i 18 ) ) ; ;fl
ENF08008060-160X 5 16 5 60
ENF08008060-250X 25

ENF10010070-200X 20

ENF10010070-300X 10 30 10 10
ENF12012075-240X 24

ENF12012075-350X = 35 = =

ES{7/UNIT : mm

N R - EmsEes

N SERIES / FOR COPPER & ALUMINUM ALLOY

i1~ IBEESAHHT] 0 RABMEEY - BIEBKRE - HHENIID  BRIAEENREEE @ BEORENA
55T ANITREBSHE - RIEERTE - DEMCEERED) - AR TEHBIRIZIRE o
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SOLID CARBIDE ENDMILLS

H e
ORDERING CODE

CORNER RADIUS

0.5
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0.5

0.2

0.5

0.2
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0.5

0.5

1

0.5

1

50

0.5

1

0.5

1

60

0.5

1

0.5

1

10

70

0.5

1

TNF020450020-040X 4
TNF020450050-040X > 4
TNF020450020-060X 6
TNF020450050-060X 6
TNF030450020-060X 6
TNF030450050-060X 6
TNF030450020-090X 2 9
TNF030450050-090X 9
TNF040450020-080X 8
TNF040450050-080X L 8
TNF040450020-120X 12
TNF040450050-120X 12
TNF060650050-120X 12
TNF060650100-120X 12
TNF060650050-180X b 18
TNF060650100-180X 18
TNF080860050-160X 16
TNF080860100-160X . 16
TNF080860050-240X 24
TNF080860100-240X 24
TNF100070050-200X 20
TNF100070100-200X 10 20
TNF100070050-300X 30
TNF100070100-300X 30
TNF120075050-240X 24
TNF120075100-240X 24
TNF120075050-350X 12 35
TNF120075100-350X 35

0.5

1

12

15

VLS BRE R& LTS BmR TE
L2 L3 R D2 L1 4
0.2

EE{T/UNIT : mm

SERIES B —————
N REHT]

BALL NOSE

HL - & VAL BRER R
ORDERING CODE D1 L2 ] D2

B VAL
L1 z

BNF02004050-0402
BNF03004050-0602 3 b 15 4 50
BNF04004050-0802 L 8 2
BNF06006050-1202 b 12 - 3 b 2
BNF08008060-1602 8 16 4 8 60
BNF10010070-2002 10 20 5 10 10
BNF12012075-2402 12 24 6 12 s
BB{T7/UNIT : mm
MNIZHF3
I N T T
2= pmpe / MANUFACTURER JE I De 6 6
1422 A5 / MODEL JJE R £/ RADIUS 0 0 mm
=i / MAX. SPEED 12000 TIE T2 /T00TH 2 L | tooth
CNCH%241 22 / CONTROLLER FANUC {8 / OVERHANG 20 20 mm
TIHEZ 4% / SPINDLE BT30 YEERE Ve 150 150 | m/min
T #4#74%L / MATERIAL 6063 $85% R N 8000 8000 | rpm
T 47@ = / HARDNESS ERS VI 2000 2000  mm/min
e 755 / (LAMPING BES ZIESS F2 0.125 0.063 mm/tooth
A7 / COOLING IEIHEIR IR Ap 0.2 0.2 mm
DN T R& / PASS SEREN LT E Ae 6 6 mm
MILAHRE mm
S0 T 42 r%E / TOOL LIFE SEIENT 138 SEENT 238 min
B £/ CHIP VOLUME cm?/min
= S E ZHEEAMIERI)IENT @ XA 3DMILLINGTI# ] » ZEAEENTEE T - BB N=R
mr= DDI@DDEE/TJL; ’ IE%_DETDDiEE_{% ®
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SOLID CARBIDE ENDMILLS

S A5 - BRTEGHE/S®eS

S SERIES / FOR STAINLESS STEEL & TITANIUM ALLOY

REARBIAENARSE - EMERAEOSNITIILISER - VEITIEEARF DB - I RIBRFEIIH
=) BRNEIDESRIERS O BAEIRNES - BUEESERNITEET - JJESo A Eie - NTBEREARTT
e

ESF02004050-040X

RTRBRISR e
ORDERING CODE D1
2

i

L2

|

L3

¥

ESF02004050-060X )
ESF03004050-060X 3 )
ESF03004050-090X 9
ESF04004050-080X L 8
ESF04004050-120X 12
ESF06006050-120X 12
ESF06006050-180X b 18
ESF08008060-160X 8 16
ESF08008060-240X 24
ESF10010070-200X 10 20
ESF10010070-300X 30
ESF12012075-240X 24
ESF12012075-350X 12 35

D2 o

1

SOUARE

(I

L3

L
50

6

8 60

10 70

12 15

L1 L1
NE BRE R T 1S I
L2 L3 R D2 L1 YA
4

X=2
=

ES{7/UNIT : mm
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SOLID CARBIDE ENDMILLS

CORNER RADILIS S TymigT BALL NOSE

o
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D2 D
v

L2

L3 L3

H - NE VAL BRER R HER T8
ORDERING CODE D1 L2 ] D2 L1 z

L3 L3

L1 L1
RIEASR nE & AR R& LTS BmR AL
ORDERING CODE D1 L2 L3 R D2 L1 4
4 0.2

TSF020450020-040X BSF02004050-0402
TSF020450050-040X ) I 0.5 BSF03004050-0602 3 6 1.5 I 0
TSF020450020-060X 6 0.2 BSF04004050-0802 L 8 2
TSF020450050-060X 6 0.5 BSF06006050-1202 6 12 - 3 6 2
TSF030450020-060X 6 0.2 BSF08008060-1602 8 16 L 8 60
TSF030450050-060X . 6 0.5 . BSF10010070-2002 10 20 5 10 70
TSF030450020-090X 9 0.2 BSF12012075-2402 12 24 6 12 75
TSF030450050-090X 9 0.5 0 /T
TSF040450020-080X 8 0.2
TSF040450050-080X . 8 0.5
TSF040450020-120X 12 0.2
TSF040450050-120X 12 0.5
TSF060650050-120X 12 0.5
TSF060650100-120X 12 1 X=2
TSF060650050-180X 6 18 ) 0.5 6 ngh
TSF060650100-180X 18 1
eF 080860 100-160x i N m— I
T5F080860100-160X 8 16 1 8 60 ez rie / MANUFACTURER SUNMILL TIE T De 6 6
TSF080860050-240X 24 0.5 4452 705 / HODEL VR, =R/ RADILS 0 o o
TSF080860100-240X 24 1 =588 / MAX. SPEED 10000 TIE )21/ T00TH 4 L | tooth
TSF100070050-200X 20 0.5 CNC#ze4 25 / (ONTROLLER FANUC {3 / OVERHANG 16 16 | mm
N 3 rpm
T5F100070050-300X 30 0.5 T 4B / HARDNESS < HRC 20 ERS VF 2000 2600 ' mm/min
T5F100070100-300X 30 1 Bt 7775 / CLAMPING B3 IR F2 0.09 0.10 mm/tooth
TSF120075050-240X 24 0.5 40755 / (00LING BB I Ap 7 7 mm
TSF120075100-240X 24 1 AT REAS / PASS BT VIR Ae 2 2 mm
12 12 75 jJDI£ /xf_ mm
TSF120075050-350X 35 0.5 L e 0L 150 5 o
TSF120075100-350X 35 1 — = 1/ CHIP VOLUME cm¥/min
=5 SPEMtR IS RSE @ EAENTT50BTH - CRAISDMILLINGTIRM @ BRI EAS]£EE1050
B BEEBREE - BEIRE40% o
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SOLID CARBIDE ENDMILLS

T RN -

%Ey*ﬂﬁ?ﬁﬁ%ﬁﬁﬁﬁ&ﬁﬂﬁﬂ% TNEERNGIENR @ BE LB WIHIED - EMRS
RHFAEMRNISES » TP/ NRER - JUXKISHERERRIEE @ REM S R EiEE

N

n\l:l *H?]l] Igﬁﬁ

T SERIES / ROUGHING TDDLS FOR HIGH FEED MACHINING

EHSRE - BERRE
%H%F’@JDI » TTIEFE

HL-
ORDERING CODE

HIGH FEED ROUGHING

A !
N

L3‘

L2

N BRE RA R R &
L2 L3 R D2 L1 4
12

THT0606501207-034
THT0606502007-034 20
THT0808631510-044 15
8 L 1.0 8 63
THT0808632510-044 25 L
THT1000702012-044 20
10 L 1.2 10 10
THT1000703012-044 30
THT1200652517-054 25 65
12 5 1.7 17
THT1200793517-054 35 19
BB{UT/UNIT @ mm
NI =I5
o2 e / MANUFACTURER  1REE JE I De 12 mm
128708 / MODEL AV-T0S JTJE R £/ RADIUS 1.7 mm
== 7E / MAX. SPEED 36000 TIE 2L/ T00TH L tooth
CNC#224(22 / CONTROLLER ~ SIEMENS {834 / OVERHANG 25 mm
JIHEZ 45 / SPINDLE HSK-E50 YIEIRE Ve 150  m/min
T 4#4%} / MATERIAL CALMAX R N 4000 | rpm
T {4+#BE / HARDNESS HRC 58 ERS VF 10000 mm/min
e 755 / (LAMPING s BIJERS Fz 0.5 mm/tooth
A1 / (00LING /=] 0% Ap 0.3 mm
DN T R&7 / PASS BT NE Ae L mm
INTARE mm
S0 T 42 R%fE / TOOL LIFE 85 min
B B2/ CHIP VOLUME 20 cm/min
HEFE TDEEIZEERMES  ZPRE ©




EENTTR ] H

MILLING CUTTER BODIES & INDEXABLE INSERTS

SESLEMI%T] HIGH FEED ROUGHING CUTTERS

ATHERISE i
ORDERING CODE D1 L THREAD | TORX SIZE

=15 Shank cutters

525R070L150-3T-10 150

525R070L200-3T-10 25 200 3

525R070L250-3T-10 250 55

S30R070L150-4T-10 150

S30R070L200-4T-10 30 200

S30R070L250-4T-10 250

535R070L150-4T-10 150 1> ) 0 "3 o

535R070L200-4T-10 35 200 32

535R070L250-4T-10 250

S40R0O70L150-5T-10 150

S40R070L200-5T-10 40 200 32 5

S40R0O70L250-5T-10 250

TFET Threaded shank end mill body

525R070L32-3T-M12 25 32 M12*1.75 12.5 ]

S30R070L40-3T-M16 30 15 M3 110

535R070L40-4T-M16 35 40 M16*2.0 ' 17 b

S40R070L40-5T-M16 40 5

R Shell type milling cutter bodies

S50R070L40-5T-D22 5% s 2 15 - 5 M3 TI0

e IR AR

SDHX09T3075-P20 SDHX 09T307 S P20  TINALOX M3
SASERALRIMNTTIRG  NEFEDASERS - DEITERE - SROAOIBBEEHE - R N e e R e s
AZELEMBRRE /) NMBINEIEMEBSHBIENIT - SaERIAMIEIFEVIRED @ EVIEIBE DR » KIBIRSEMDRE SDHX09T3075-P40A SOHX 097307 § P40 ALOX 9 3 5 07 M3 @
kﬂﬂﬂIxﬁZX BEBEDIRMEMAEHRERE - DHNSHEIRGEIED ° %KEQ%ME%%@%%@@EM*U@Q@%E SDHX09T307T-K10 COHX 09T307 T k10 HYPERLOX 9 3'5 0'7 e P~ ~
OIfiH®IE - AR THARIBINIENK © . )

ESfi7/UNIT : mm

bR S —REERVRETDRIN  BFISERZECEIRS - IURBNEGESIISEEEVNE - ERNEHBIRI0 TRER
PHEEEMA ©

@ ENT OBNT © EaEnT




IeENTTR R H

MILLING CUTTER BODIES & INDEXABLE INSERTS

BIERIEMTZARHR] HIGH FEED SOUARE SHOULDER FACE & SLOTTING CUTTERS R3.5 EIE=%T]

RTEBRER = o B RIEBRIEE T8

ORDERING CODE THREAD | TORX SIZE ORDERING CODE D1 THREAD TORX SIZE
BER Shank cutters =150 Shank cutters
517R080L120-2T-00 17 120 16 R16R350L120-2T-00 16 120 16 5
S17R080L150-2T-00 150 ) R16R350L150-2T-00 150
521R080L150-2T-00 )1 150 20 R20R350L120-3T-00 20 120 20 3
S21R080L200-2T-00 200 R20R350L150-3T-00 150
S25R080L150-3T-00 150 R25R350L150-4T-00 150
S25R080L200-3T-00 25 200 3 R25R350L200-4T-00 25 200 4
S25R080L250-3T-00 250 >t R25R350L250-4T-00 250 55
S30R080L150-4T-00 150 08 ) M 25 18 R30R350L150-5T-00 150 15 ) M 25 17
S30R080L200-4T-00 30 200 ' ' R30R350L200-5T-00 30 200 ' 5 '
S30R080L250-4T-00 250 L R30R350L250-5T-00 250
535R080L150-4T-00 150 R35R350L150-6T-00 150
535R080L200-4T-00 35 200 R35R350L200-6T-00 35 200
535R080L250-4T-00 250 3 R35R350L250-6T-00 250 3 6
S40R080L150-5T-00 150 R40R350L150-6T-00 150
S40R080L200-5T-00 40 200 5 R4OR350L200-6T-00 40 200
S40R080L250-5T-00 250 R40R350L250-6T-00 250
FER Threaded shank end mill body
517R080L30-2T-M8 17 30 M8*1.25 8.5 -
521R080L32-2T-M10 21 M10*1.5 10.5 2 BRIR
525R080L32-3T-M12 25 L M12%1.75 125 3 ATRRAIR Rk
C30R080L40-4T-M16 30 0.8 M2.5 T8 ORDERING CODE 1SO CODE GRADE COATING SCREW ﬂ .mam
535R080LL0-4T-M16 35 40 M16%2.0 17 4 RDHX0702M0S5-P20 ROHX 0702 MOS P20 HYPERLOX 2. 38 M25 ©
SLOR0BOLLO-5T-M16 40 5 RDHX0702M0T-K10 RODHX 0702 MOT K10 INOXACON 7 2.38 M2.5 OOOOO.

RDHX07T1IM0OS-P20 ROHX 07T1 MOS P20 HYPERLOX 1 1.98 3.5 M25© ©
RDHX07T1IMOT-K10 ROHX 07T1 MOT K10 INOXACON 1 198 35 M25 O000©0©0©Ce

igmj],# BE{TI/UNIT : mm

BAMItMHE
SCREW | P M

FIEE AR
ORDERING CODE

ISO 4R %
ISO CODE

$EE
COATING

XDHT10T308-P40 XDHT 107308 P40 ALOX 96 365 08 M25 ©00 ©
XDHT10T308-K10 XDHT 107308 K10 HYPERLOX 9.6 3.65 0.8 M25 ©O00O
XDHT10T308-K05 XDHT 107308 K05  HYPERLOX 96 365 08 M25 @ @ ©
XDHT10T308-M40 XDHT 107308 M40 HARDLOX 9.6 365 08 M25 @0 ©

EB{i7/UNIT : mm

@ ENT OBNT © EaEnT




IeENTTR R H

MILLING CUTTER BODIES & INDEXABLE INSERTS

Rb E&#tT]

ROUND INSERT CUTTERS, R=aMM

R6 [ElSEET]

ROUND INSERT CUTTERS, R=6MM

ATHERISE T

ORDERING CODE D1
BiER Shank cutters
R35R600L150-3T-07 150
R35R600L200-3T-07 35 200 3
R35R600L250-3T-07 250
RLOR600L150-4T-07 150 32 b - Mis | T3
R4OR600L200-4T-07 40 200 l
R4OR600L250-4T-07 250
FEX Threaded shank end mill body
R35R600L40-4T-M16 35 I
TSR = 40 M16%2.0 6 17 ¢ M35 TS
B Shell type milling cutter bodies
R50R600L40-5T-D22 50 4 2 6 - 5 M35 TIS

STEERIEE 24 ©eF7

ORDERING CODE THREAD | TORX SIZE
=15 Shank cutters
R20R500L120-2T-07 20 120 20 5
R20R500L150-2T-07 150
R25R500L150-3T-07 150
R25R500L200-3T-07 25 200
R25R500L250-3T-07 250 35 3
R30R500L150-3T-07 150
R30R500L200-3T-07 30 200
R30R500L250-3T-07 250 > ) M3.5 T
R35R500L150-4T-07 150
R35R500L200-4T-07 35 200 b
R35R500L250-4T-07 250 37
R4OR500L150-5T-07 150
R4OR500L200-5T-07 40 200 5
R4OR500L250-5T-07 250
FE Threaded shank end mill body
R20R500L30-2T-M10 20 30 M10*1.5 10.5 2
R25R500L32-3T-M12 25 32 M12*1.75 125 3
R30R500L40-3T-M16 30 5 M3.5 T15
R35R500L40-4T-M16 35 40 M16*2.0 17 L
R4OR500L40-5T-M16 40 5
B’ Shell type milling cutter bodies
R50R500L40-5T-D22 50 40 2 5 - 5 M35 TIS
ERIR

STHRRSE 150 45 M E BE | BE | RE | B4

CA R

RDHX1003M0S-P20H ROHX 1003 MOS ~ P20 | HYPERLOX 3.18 M35 ©
RDHX1003M0S-P20A ROHX 1003 MOS P20 ALOX 3.18 M3.5 O ©
ROHX1003MOT-K10 RDHX 1003 MOT ~ K10 INOXACON 1[] 3.18 5 M35 00000@

BE{T/UNIT : mm

ERR

RIFETIER
ORDERING CODE

RDHX12T3M0S-P20H

ISO 4RF%
ISO CODE

RDOHX 1273 MOS

e B Efé& BE Rﬁ
GRADE | COATING

P20 HYPERLOX

Rk LFFJ?JI]IM #

SCREW ﬂ .mﬂm

M35 ©

RDHX12T3M0S-P20A

RDHX 1273 MOS

P20 ALOX

M35 0 0

RDHX12T3M0S-K10

RDHX 1273 M0OS

K10 INOXACON 12 4.3 6

M35 000000

ES{TT/UNIT : mm

@ ENT OBNT © EaEnT




IeENTTR R H

MILLING CUTTER BODIES & INDEXABLE INSERTS

ERER{GHZEET]

EIEEHIER
ORDERING CODE

BALLNOSE CUTTERS

TORX SIZE

=15 Shank cutters
B10R500L130-A 10 10 5 30 M 4 T15
B12R600L130-A 12 130 12 6 1

B16R800L130-A 16 16 8 35 M5 T20
B20R100L130-A 20 20 10

ERR

H= b 1SO #RES 7eE = Eﬁé EE R ﬁ 1R %% BAMIMH
ORDERING CODE ISO CODE GRADE | COATING SCREW ﬂ M mﬂ

ROHX10XX-P25 ROHX 10XX P25 HYPERLOX

ROHX12XX-P25 ROHX 12XX P25 HYPERLOX 0
ROHX16XX-P25 ROHX 16XX P25 HYPERLOX 16 3 8 M 5 ©
ROHX20XX-P25 ROHX 20XX P25 HYPERLOX 20 3 10 M5 ©

E8{i7/UNIT : mm

EUNEAHKRE T

0 TIH S S B -

& BV USSR ¢ N0 LR GREHIRASL - I
T  TA RS SRS

¥ SRR = SR B - SR -

9 ST AEEAREARE SR EIEAITS -

EE@%DH% VAR RS ST o) @t R BB S 6Y
1B - ALt - FRAERINPRIMSRIRMEDE -

MW@EFTkm JEEASmER °

RIEMI RS EERHRT]

ATEBAISE T

ORDERING CODE D1
=150 Shank cutters
S20R040L120-2T-7 120
S20R040L150-2T-7 20 150 20 2
525R040L150-3T-7 150
S25R040L200-3T-7 25 200
S25R040L250-3T-7 250 ) ]
S30R040L150-3T-7 150 0.4 - M35  TI5
S30R040L200-3T-7 30 200
S30R040L250-3T-7 250
S35R040L150-4T-7 150
S35R040L200-4T-7 35 200 32 4
S35R040L250-4T-7 250
TFET Threaded shank end mill body
S20R040L30-2T-M10 20 30 M10*1.5 105 2
S25R040L32-3T-M12 25 32 M12*1.75 12.5
S30R040L40-3T-M16 30 40 M16%2.0 0.4 17 3 M3 TS
S35R040L40-4T-M16 35 ' 4
R Shell type milling cutter bodies
S50R040L40-5T-D22 50 2 04 - 5 M35 T15
ERA

ST 150 45 wE | mE 5 | EBE | RE | @

A A

APHT120404F (APHT 1204 04F K05  polished 13 488 04 M35 = ©

ES{I7/UNIT : mm

@ ENT OBNT © EaEnT
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RECOMMENDED OPERATION DATA

fyss - ErIn T2

APPENDIX / RECOMMENDED OPERATION DATA

SeBHHIERNAERBEECIIN ISR - T EFERAIIY » 2ETEREBHEIEAI « SEAR8Y)
HIRE » URABIIHIOIHIRERE T )EGEREE - TRREMIBESERIFASINABENAR - AAGBIE
#E BRSITEEFRENEEHNSE -

SEPTYIEERFEIIRNBE - WARRE—RBYREEHINRZTMASE - AINNESHEEVEDINER « BEM
» DEBERFHEGSIEARR - K IBHFINDEEEZRECARAOEOIHIMR - (DRREFRNITAVRET
e o WREBFEBESHE) - ECIMERFINT - NERSHIPIOVEF TIZE -

TIHIZEE CUTTING SPEED

ZES] FER INHIEE / Ve

Material Application Cutting Speed / Vc

—RR#H1 (Steel)

R SR / Er s AT 150-220
Free Machining Steel/Mild Steel BT 220-300
— 2 T E4R/554 AT 120-170
Normal Tool Steel/Steel Castings =T 170-250
EiBE8%E (High-Temperature Al loys)

MERAS/HhAES T 30-50

Heat-resistance Alloys/Titanium Alloys T 50-80

A8 (Stainless Steel)

SRR AT 70-110
Stainless Steel, all kinds T 110-150
i=88 (Cast Iron)

IxsssE AT 250-300
Grey Cast Iron =T 300-400
BRBiEE AT 150-200
Spheroidal Graphite =T 200-250
RN SHE AT 100-160
Tempered Castings EINT 160-200
JEsE#%l (Non—Ferrous Material)

feas AT 300-400
Aluminium =T 400-600
Has AT 250-300
Copper =T 300-500
yat- T 150-200
Graphite =T 200-300
SBIE /[ %) T 150-200
Plastics BT 200-350
EVETEM4 (Hardened Steel)

T8E 45~b5HRC AT 120-150
Hardness from 45HRC up to 55HRC =inT 150-190
HEE 55~65HRC AT 50-80

Hardness from 55HRC up to 65HRC BT 80-120

E8{i7/UNIT : m/min
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RECOMMENDED OPERATION DATA

FOR ROUGHING 2D/3D WITH T-SERIES FOR 20/30 CONTOUR MILLING

B0ELR/EIRE - SwEMT

B7ER/IEIRE - T Z5EMI

BERS |
xR

fz | ap

M F&F

Material Application

—RR#H1 (Steel)

i T fz 0.10-0.225  0.10-0.30 0.10-0.40 = 0.10-0.45
S48/ S ap 0.10-0.20 | 0.10-0.20 0.10-0.20  0.10-0.20
Free Machining Steel/Mild Steel ) fz 0.225-0.35 0.30-0.50 0.40-0.70 0.45-0.80
AL ap 0.20-0.30  0.20-0.30 0.20-0.30  0.20-0.30
T fz 0.10-0.225  0.10-0.25 0.10-0.25 = 0.10-0.35
— T B4R /455 ap 0.10-0.20 | 0.10-0.20 0.10-0.20  0.10-0.20
Normal Tool Steel/Steel Castings . fz 0.225-0.35  0.25-0.40 0.25-0.40  0.35-0.60
BT ap 0.20-0.30 | 0.20-0.30 0.20-0.30  0.20-0.30
BiRAaE (High-Temperature Al loys)
i T fz 0.10-0.225  0.10-0.30 0.10-0.40 = 0.10-0.45
MRS S /4has ap 0.10-0.20 | 0.10-0.20 0.10-0.20  0.10-0.20
Heat-resistance Alloys/Titanium Alloys . fz 0.225-0.35  0.30-0.50 0.40-0.70 | 0.45-0.80
BT ap 0.20-0.30 | 0.20-0.30 0.20-0.30  0.20-0.30
T §#E8M (Stainless Steel)
i T fz 0.10-0.225  0.10-0.30 0.10-0.40 = 0.10-0.45
R AR ap 0.10-0.20 | 0.10-0.20 0.10-0.20  0.10-0.20
Stainless Steel, all kinds BT fz 0.225-0.35  0.25-0.40 0.25-0.40  0.35-0.60
ap 0.20-0.30 | 0.20-0.30 0.20-0.30  0.20-0.30
#=8 (Cast Iron)
i T fz 0.10-0.225  0.10-0.30 0.10-0.40 = 0.10-0.45
TREEE, ap 0.10-0.20 | 0.10-0.20 0.10-0.20  0.10-0.20
Grey Cast Iron sEnT fz 0.225-0.35  0.30-0.50 0.40-0.70 = 0.45-0.80
ap 0.20-0.30 | 0.20-0.30 0.20-0.30  0.20-0.30
i T fz 0.10-0.225  0.10-0.25 0.10-0.25 = 0.10-0.35
TheER s ap 0.10-0.20  0.10-0.20 0.10-0.20  0.10-0.20
Spheroidal Graphite T fz 0.225-0.35  0.25-0.40 0.25-0.40  0.35-0.60
ap 0.20-0.30 | 0.20-0.30 0.20-0.30  0.20-0.30
i T fz 0.10-0.225 0.10-0.25 0.10-0.25 = 0.10-0.35
RN R, . ap 0.10-0.20  0.10-0.20 0.10-0.20  0.10-0.20
Tempered Castings ST fz 0.225-0.35 = 0.25-0.40 0.25-0.40  0.35-0.60
ap 0.20-0.30 | 0.20-0.30 0.20-0.30  0.20-0.30
HEIRHM (Hardened Steel)
i T fz 0.10-0.225  0.10-0.25 0.10-0.25 = 0.10-0.35
T8 45~55HRC ap 0.10-0.15  0.10-0.15 0.10-0.15 = 0.10-0.15
Hardness from 45HRC up to 55HRC . fz 0.225-0.35  0.25-0.40 0.25-0.40  0.35-0.60
BT ap 0.15-0.20 | 0.15-0.20 0.15-0.20  0.15-0.20
i T fz 0.10-0.225  0.10-0.25 0.10-0.25 = 0.10-0.35
TERE 55~65HRC ap 0.10-0.15  0.10-0.15 0.10-0.15 = 0.10-0.15
Hardness from 55HRC up to 65HRC ) Tz 0.20-0.30 | 0.20-0.30 0.25-0.35 0.30-0.40
AL ap 0.15-0.20  0.15-0.20 0.15-0.20  0.15-0.20

* T —AAMEs - REREVIRRTETDER 60-95%
Side steps (width/ae) for steel: 60-95% of end mill diameter

EB{I/UNIT : mm

g

Material
—RasM44 (Steel)
4R /R4 fz | 0005-001 0012-002 003-0035 @ 0.04-0.045 = 0.05-0.055 0.06-0.065
Free Machining Steel/Mild Steel ap 0.05-0.1 0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.1-1.2
e T B4R/ fz  0005-001 001-0015 002-0.025 0.026-0.03 0.035-0.04  0.04-0.05
Normal Tool Steel/Steel Castings ap 0.05-0.1  0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.1-1.2
Si2&% (High-Temperature Alloys)
THEA S /KA S fz  0005-001 001-0015 002-0.025 0026-0.03 0.035-0.04 0.04-0.05
Heat-resistance Alloys/Titanium Alloys ap  005-01  03-04  05-06  07-08  09-10  11-12
T 4E#M (Stainless Steel)
%‘;W\ﬁﬁlﬁ | fz  0005-001 001-0015 002-0.025 0026-0.03 0.035-0.04 0.04-0.05
Stainless Steel, all kinds ap 0.05-0.1 0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.1-1.2
i58# (Cast Iron)
s fz  001-0015 0.02-0.04 0.05-0.07 0.08-0.09  0.09-0.1 = 0.11-0.13
Grey Cast Iron ap 0.2-0.4 0.6-0.7 1.0-1.2 1.4-16 1.8-2 2.2-2.4
e T fz  001-0015 0.02-0.04 0.05-0.07 0.08-0.09 0.09-0.1  0.11-0.13
Spheroidal Graphite ap 0.2-0.4 0.6-0.7 1.0-1.2 1.4-1.6 1.8-2 2.2-2.4
RN | fz  001-0015 0.02-0.04 0.05-0.07 0.08-0.09 0.09-0.1 @ 0.11-0.13
Tempered (Castings ap 0.2-0.4 0.6-0.7 1.0-1.2 1.4-1.6 1.8-2 2.2-2.4
JESE %l (Non-Ferrous Material)
FIzh=Nera fz  0005-001 0.02-0035 @ 005-0065 0.07-0.09 0.1-0.12  0.13-0.15
Aluminium ap 0.1-0.2 0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.1-1.2
ed fz | 0005-001 0.02-0.035 005-0.065 0.07-0.09 0.1-0.12  0.13-0.15
Copper ap 0.1-0.2 0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.1-1.2
yara fz  0005-001 0.005-001 @ 003-0.035 0.04-0.05 0.055-0.06 0.055-0.06
Graphite ap 0.05-0.1 0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.1-1.2
E@/}%%j} fz  0.01-0.02  0.035-004 0.04-0.05 0.05-0.06 0.06-0.07 0.07-0.08
Plastics ap 0.1-0.2 0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.1-1.2
RIS (Hardened Steel)
FBRE 45~55HRC fz | 0005-001 @ 0015-0.02 0023-0.04 0.056-0.06 0.062-0.07 0.075-0.08
Hardness from 45HRC up to 55HRC ap  0.03-0.06 0.09-0.12 0.15-0.18 0.21-0.24 .027-0.3  0.33-0.36
TERE 55~65HRC fz | 0005-001 @ 0015-0.02 0.023-0.04 0.056-0.06 0.062-0.07 0.075-0.08
Hardness from 55HRC up to 65HRC ap | 0.02-0.04 @ 006-0.08 0.1-0.12 0.14-0.16 0.18-0.2  0.22-0.24

ES{/UNIT = mm
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RECOMMENDED OPERATION DATA

BI)ELR/TDEIRE - 2D/3D NI FOR 2D/3D ROUGHING
7k S
Material
—R&8H#t (Steel)
RlI4m /B fz 0.1-0.16 = 0.15-0.25 0225-035  0.3-0.5 0.4-06  0.45-0.7
Free Machining Steel/Mild Steel ap 0.05-0.1 = 0.15-0.2 0.2-03 0.2-0.3 0.2-0.3 0.2-0.3
BT B4/ fz  01-0.16  0.15-0.25 0.23-0.35 0.25-0.4  0.25-0.4  0.35-0.6
Normal Tool Steel/Steel Castings ap | 0.05-0.1 @ 015-02  02-03  02-03 | 02-03  02-03
Si2&% (High-Temperature Al loys)
A S /A S fz  0.08-0.12 0.15-0.25 023-0.35 0.3-05 0.4-07 | 0.45-0.8
Heat-resistance Alloys/Titanium Alloys ap  0.04-0.08 0.15-0.2 0.2-0.3 0.2-0.3 0.2-0.3 0.25-0.4
T8#E4M (Stainless Steel)
SR | fz  0.08-0.12 0.15-0.25 0225-035 0.25-0.4  0.25-0.4  0.35-0.6
Stainless Steel, all kinds ap | 0.04-008 0.15-02  02-03  02-03  02-03  02-03
=8 (Cast Iron)
S fz  01-0.16 0.15-0.25 0.23-0.35  0.3-0.5 0.4-07  0.45-0.8
Grey Cast Iron ap 0.05-0.1  0.15-0.2 0.2-03 0.2-0.3 0.2-0.3 0.2-03
TR fz  0.1-0.16 0.15-0.25 023-0.35 0.25-0.4  0.25-0.4  0.35-0.6
Spheroidal Graphite ap 0.05-0.1 @ 0.15-0.2  0.2-0.3 0.2-0.3 0.2-0.3 0.2-0.3
BAEE fz 0.1-0.16  0.15-0.25 0.23-0.35 0.25-0.4  0.25-0.4 = 0.35-0.6
Tempered (astings ap | 0.05-0.1 015-0.2  0.2-03 0.2-0.3 0.2-0.3 0.2-0.3
JEE#H# (Non-Ferrous Material)
spas fz  0.05-0.1 0.08-0.12 0.1-0.12 @ 0.12-0.15 0.15-0.2  0.2-0.3
Aluminium ap 0.05-0.2 0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.0-1.2
Head fz  0.05-0.1 0.08-0.12 0.1-0.12 @ 0.12-0.15 0.15-0.2  0.2-0.3
Copper ap | 0.05-0.2  0.3-0.4 0.5-0.6 0.7-0.8 0.9-1.0 1.0-1.2
yers fz | 0025-004 0.04-0.06 0.07-0.08 0.07-0.08 0.07-0.08 0.07-0.08
Graphite ap  0.18-038 035-05 0.4-06  052-0.7 @ 0.65-0.8 0.72-0.92
1B/ B3 S fz | 0015-002 0025-0.03 @ 0025-003 0.025-0.03 0.025-0.03 = 0.025-0.03
Plastics ap 0.3-0.5 0.4-0.6 0.5-0.7 0.6-0.8 0.7-1.0 0.9-1.4
ENEIRMM  (Hardened Steel)
TERE 45~55HRC fz 0.1-0.12  0.15-0.25 0.23-0.35  0.3-0.5 0.4-07  0.45-0.8
Hardness from 45HRC up to 55HRC ap | 0.02-0.05 0.15-0.2 0.2-0.3 0.2-03 0.2-0.3 0.2-0.3
B 55~65HRC fz | 0.08-0.1 015-0.2  0.2-03 02-03 | 025-03  0.3-0.4
Hardness from 55HRC up to 65HRC ap | 0.01-0.03 0.13-0.15 0.15-0.2  0.15-0.2  0.15-0.2  0.15-0.
EB{II/UNIT : mm

AEMIRHMNMNTI2E - ZHE BN LERBNZ2EINE - BREBAR - AR E ) AREEHINEE -
Buttie - BIaN - EEBZ2EEE - WEKES EREES - LRERFASTRENEMBRERS - BEeRENSRIERS °
BRI R BRETHIERE - ZPINBMERERAEIRHBRS R - ERERTDENTIHRE « & « IRANDREREME 2 e
SLYJHIFE MARREROFRE - BUARIREIRH - TMIRER I LURALARTS

T RIBBEVRINEZ 2T

BI)ELS/TDEIRE - 2D/3D FEMI FOR 2D/3D FINISHING
g
Material
—RasM44 (Steel)
eI4R /W@ _ fz  0.01-0.02 0025-003 0.04-0.05 0035-006 0.04-0.08 0.08-0.10
Free Machining Steel/Mild Steel ap  0.06-0.09 0.12-0.13 0.13-0.1& 0.13-0.14 0.14-0.2 = 0.2-0.24
e T B4R/ fz | 001-0015 002-0.027 0035-004 003-0058 003-0067 0.072-0.08
Normal Tool Steel/Steel Castings ap  0.02-0.05 0.08-0.11 0.14-0.17 0.11-0.23 @ 0.13-0.27 0.25-0.29
Si2&% (High-Temperature Alloys)
THEA S /KA S fz  0005-001 0.02-0.03 0035-004 0.05-0.06 0.056-0.07 0.073-0.09
Heat-resistance Alloys/Titanium Alloys ap | 0.02-0.04 0.06-0.08 0.1-0.2 0.14-0.16 0.18-0.2 = 0.2-0.24
T 4E#M (Stainless Steel)
%ﬁx\mﬁ | fz  0005-001 0.02-0.03 0035-004 0.05-0.06 0.056-007 0.073-0.09
Stainless Steel, all kinds ap  0.02-0.04 0.06-0.08 0.1-0.2  0.14-0.16 0.18-0.2  0.2-0.24
i58# (Cast Iron)
TS fz | 004-0.06 0.08-0.1 012-0135 0.14-0.16 0.17-0.18  0.19-0.2
Grey Cast Iron ap | 0.02-0.04  0.06-0.08 0.1-0.12 0.14-0.16 0.18-0.2 = 0.22-0.24
e fz | 004-0.06 0.08-0.1 012-0135 0.14-0.16 0.17-0.18  0.19-0.2
Spheroidal Graphite ap | 0.02-0.04  0.06-0.08 0.1-0.12 0.14-0.16 0.18-0.2 = 0.22-0.24
RN A _ fz  004-0.06 0.08-0.1 012-0135 0.14-0.16 0.17-0.18 = 0.19-0.2
Tempered Castings ap | 0.02-0.04  0.06-0.08 0.1-0.12 0.14-0.16 0.18-0.2 = 0.22-0.24
JEE ¥ (Non-Ferrous Material)
sm s fz | 001-0.03 0.02-0.05 0.04-0.07 0.06-0.1 0.08-0.12  0.1-0.2
Aluminium ap | 0.04-0.09 0.12-0.13 0.13-0.14 0.13-0.14 0.14-0.2 = 0.2-0.24
fed fz | 001-0.03 0.02-0.05 0.04-0.07 0.06-0.1 0.08-0.12 = 0.1-0.2
Copper ap | 0.04-0.09 0.12-0.13 0.13-0.14 0.13-0.14 0.14-0.2 = 0.2-0.24
yars fz | 001-0.03 0.02-0.05 0.04-0.07 0.06-0.1 0.08-0.12  0.1-0.2
Graphite ap | 0.03-0.06 0.09-0.12 0.15-0.18 0.21-0.24 0.027-0.3  0.33-0.36
EEB%/E%%Z fz | 001-0.03 0.02-0.05 0.04-0.07 0.06-0.1 0.08-0.12  0.1-0.2
Plastics ap | 0.03-0.06 0.09-0.12 0.15-0.18 0.21-0.24 0.027-0.3  0.33-0.36
EEIFMA (Hardened Steel)
FBREE 45~55HRC fz | 001-0015 002-0.027 0035-0.04 003-0058 003-0067 0.072-0.08
Hardness from 45HRC up to 55HRC ap  0.02-0.04 0.06-0.08 0.1-0.12  0.14-0.16 0.18-0.2 = 0.22-0.24
TERE 55~65HRC fz | 0005-001 002-0.024  003-0.036 0025-005 0.03-0055 0.06-0.07
Hardness from 55HRC up to 65HRC ap  0.02-0.04 0.06-0.08 0.1-0.12  0.14-0.16 0.18-0.2 = 0.22-0.24
BB{I/UNIT = mm

The operation data shown here, is considered to be "safe starting conditions" and may need to be adjusted to obtain optimal tool
performance. Safety precautions must be implemented including safety glasses and machine shields to protect the operator and/or observers
from hot flying chips.

Our technical team is ready to offer solutions for your difficult machining applications. Whether you need tool specific speeds, feeds, depth
of cuts, tools selections or any questions and concerns regarding the application of 3DMILLING tools, they are there to help!
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RECOMMENDED OPERATION DATA

BI&/IEIRE - BrEHEMT

FOR POCKET & SLOT MILLING

s
Material
—Rg8M44 (Steel)
4R /R4 fz  0005-001 0012-0.02 003-0.035 004-0045 0.05-0.055 0.06-0.065
Free Machining Steel/Mild Steel ap 03-06 09-15 25-3.0 3.5-4.0 4.5-5.0 5.5-6.0
T E4R/E fz  0005-001 001-0015 002-0.025 0026-003 0.035-004 0.04-0.05
Normal Tool Steel/Steel Castings ap 0.3-0.6 0.9-1.5 1.5-1.8 2.1-2.4 2.7-3.0 33-36
Si2&% (High-Temperature Al loys)
THEAS /A A S fz | 0005-001 001-0015 002-0.025 @ 0026-0.03 0.035-0.04 0.04-0.05
Heat-resistance Alloys/Titanium Alloys ap 0.3-0.6 0.9-1.5 1.5-1.8 2.1-2.4 2.7-3.0 33-36
T8E4M (Stainless Steel)
%‘;Wﬁﬁlﬂ | fz | 0005-001 001-0015 @ 002-0.025 @ 0026-0.03 0.035-0.04 0.04-0.05
Stainless Steel, all kinds ap 0.3-0.6 0.9-15 1.5-1.8 2.1-2.4 2.7-3.0 3.3-36
=8 (Cast Iron)
s fz | 0005-001 001-0015 @ 002-0.025 @ 0026-0.03 0.035-0.04 0.04-0.05
Grey Cast Iron ap 0.3-0.6 0.9-1.5 2.5-3.0 3.5-4.0 4.5-5.0 5.5-6.0
BB fz | 0005-001 001-0015 @ 002-0.025 @ 0026-0.03 0.035-0.04 0.04-0.05
Spheroidal Graphite ap 0.3-0.6 0.9-1.5 2.5-3.0 3.5-4.0 4.5-5.0 5.5-6.0
RN fz | 0005-001 001-0015 002-0.025 0.026-0.03 0.035-0.04 0.04-0.05
Tempered (astings ap 0.3-0.6 0.9-1.5 2.5-3.0 3.5-4.0 4.5-5.0 5.5-6.0
JEE#H# (Non-Ferrous Material)
sr s fz  001-0015 @ 0015-0.02 0032-0.04 0.04-0.05 0.05-0.06 0.06-0.065
Aluminium ap 0.3-0.6 0.9-1.5 2.5-3.0 3.5-4.0 4.5-5.0 5.5-6.0
Hase fz | 001-0015 0015-0.02 @ 0032-004 0.04-0.05 0.05-0.06 = 0.06-0.065
Copper ap 0.3-0.6 0.9-1.5 2.5-3.0 3.5-4.0 4.5-5.0 5.5-6.0
yets fz  0005-001 @ 0015-0.02 0.025-0.03 0.035-0.04 0042-0.05 0.054-0.06
Graphite ap 0.25-0.5 1.5-2.0 2.5-3.0 3.2-4.0 4.0-4.8 5.0-6.4
el / B fz  0005-001 @ 0015-0.02 0025-0.03 0.035-0.04 0.042-0.05 0.054-0.06
Plastics ap  0.05-0.15 0.3-0.6 1.2-15 1.8-2.4 2.5-3 2.8-36
EEEIEHM  (Hardened Steel)
FERE 45~55HRC fz  0005-001 @ 001-0015 0017-002 002-0.026 0.03-0.035 0.035-0.0%
Hardness from 45HRC up to 55HRC ap  0.05-0.15 0.3-0.6 1.2-15 1.8-2.4 2.5-3 2.8-36
R 55~65HRC fz  0005-001 @ 001-0015 002-0.025 0025-0.03 0.03-0.035 0.035-0.0%4
Hardness from 55HRC up to 65HRC ap | 0.05-0.10 0.15-0.2  0.25-0.3  0.35-0.t  0.45-0.5  0.55-0.6
BE{T7/UNIT : mm

RDHX

" R3.5 EJIE

ROUND INSERTS, R=3.aMM

L =W 2% — g H N 5 e (==t ERIR A
. 7 Non-Ferrous High Temper-
Grade & Coating Data Steel Stainless Steel Cast Iron Materials atre Alloys Hardened Steel
AT 100-140-180 100-125-150
o 140 125
5 +
I P20 + HYPERLOX &N 150-200-250 150-200-250
& AT 150-175-200 100-250-400 35-43-50 35-93-150
x K10 + INOXACON : o Sen N -
f&EH0L  150-200-250 | 120-150-180 @ 150-175-200 100-250-400 35-43-50
&t fz 0.1-0.3 0.1-0.2
< +
g% P20 + HYPERLOX ap 0.1-0.7 0.1-0.4
1 fz 0.1 0.1 0.1-03 0.1-03 0.1-0.2 0.1-0.15
£ . . . .1-0. .1-0. .1-0. .1-0.
—~ K10 + INOXACON ap 0.1 0.1 0.1-0.7 0.1-1 0.1-0.75 0.1-0.2

RDHX

R6 BE7IH

ES{/UNIT : $DHIRE Ve (n/sec) ; IR Fz (nm) /EDE Ap (mm)

ROUND INSERTS, R=aMM

e | B 2% — g E N 5 e =iRE ERIB A
Grade & Coating Data Steel Stainless Steel Cast Iron N&g}':e?ir;?:s H;?:; TAeIrIT:);;eSr— Hardened Steel
AT 100-140-180 100-125-150
+
g P20 + HYPERLOX &L 150-200-250 150-200-250
I AT 80-145-210 50-80-110
3 +
% P20 + ALOX BT 120-175-230 50-80-110
AT 150-175-200 100-250-400 35-43-50 35-93-150
K10 + INOXACON ;
f&EH0T  150-200-250 | 120-150-180 @ 150-175-200 100-250-400 35-43-50
fz 0.15-0.3 0.15-0.22
a +
b | P20 + HYPERLOX ap 0.1-1 0.1-0.55
i fz 0.15-0.6 0.1-0.4
¢ . . . .1-0.
fiE P20 + ALOX ap 0.2-1 0.1-1
\-‘_
) fz 0.15 0.15 0.15-0.3 0.1-0.3 0.1-0.2 0.1-0.15
4 +
* K10 + INOXACON ap 0.1 0.1 0.1-1 0.1-1.5 0.1-1 0.1-0.3

RDHX

R6 BElJJH

ME | §EE

2%

7~ i

EI/UNIT - $DEBRE Ve (n/sec) ; IR Fz (nm) /U0 Ap (mm)

FEsEAAL

ROUND INSERTS, R=6MM

=E O

—a8#1 EmEAE | RUEEIEH
Grade & Coating Data Steel Stainless Stee! RO N&’;t':eff;‘l’gs Ha'fr*; Lﬁ’{gg Hardened Steel
AP0 100-140-180 100-125-150 @ 100-250-400
+
g P20 + HYPERLOX FEIT | 150-200-250 150-200-250 100-250-400
I BT 80-145-210 50-80-110
: +
% P20 + ALOX BT 120-175-230 50-80-110
BT 150-175-200  100-250-400  35-43-50 35-93-150
K10 + INOXACON ,
AT 150-200-250 120-150-180  150-175-200 100-250-400  35-43-50 35-93-150
f2 0.15-0.4 0.15-0.28 0.1-0.4
& +
3 P20 + HYPERLOX ap 0.1-1.5 0.1-0.8 0.1-2
(¥ f2 0.2-0.8 0.12-0.5
[ . 2-0. 12-0.
ig P20 + ALOX ap 0.25-2 0.12-15
\ari
S fz 0.15 0.15 0.15-0.4 0.1-0.4 0.1-0.25 0.1-0.25
4 +
# K10 + INOXACON ap 0.1 0.1 0.1-15 0.1-2 0.1-1 0.1-0.7

ES{I/UNIT - $DHIRE Ve (n/sec) ; IR Fz (nm) /ED%E Ap (mm)
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RECOMMENDED OPERATION DATA

SIHY =

SEAEMIS®]/BER XDHT

FOR HIGH FEED ROUGHING CUTTERS FOR SBUARE SHOULDER FACE AND SLOTTING CUTTERS

BERAIENTZRARERT]/ERN

e | #EE 2 —R& s 7 s 52 SaaE ERERIR e | #EE 2% —Rg A 7 s F: b FEsEA L SREE BRI
oo eAn e o e e e
% P40 + TINALDX Igisi R %_‘: K10 + HYPERLOX Eisi igg:ﬁ:ggg 35-43-50 35-93-150
)% PLO + ALOX Igigi 100-150-200 )% KOS + HYPERLOX Eisi 120-160-200 100-150-200 hhﬂo—_liﬂﬂ_—llzﬁuﬂ
K10 + HYPERLOX 1‘232? 150-175-200 35-108-180 M40 + HARDLOX Ezgi 80-130-180 18200—%155—_221500 Ehﬂﬂ_if_—lgzﬂo
f 0.5-2 f 0.05-0.25 0.05-0.25 0.05-0.25 0.05-0.25
m P20 + TINALDX a; 0.3-1 0 P40 + ALDX a; 0.1-3.0 0.1-3.0 0.1-3.0 0.1-3.0
¢ rooman L C e R
s voran L% S sewmn L I s
B g
0. o e " ORI Py

EE{i/UNIT : IDEIRE Ve (n/sec) ; EIDEHS Fz (mm) /EDER Ap (nm) ES{iI/UNIT : YDEIRRE Ve (n/sec) ; @RS Fz (mm) /EDR Ap (nm)

- = | *E AVAILABLE BRISTLE TYPES FOR BRUSHES
BREE(ATEET] /R ER FOR BALLNOSE CUTTERS = RRIEEE
— v w— RIEEH HIFE GRIT SIZE
Mg/sygg 2H —Rg i _’Fﬁﬂﬂ el Niﬁgriis Hi'j’jﬂ;;qﬁr_ AR ABRASIVE 36 \ 46 \ 60 \ 80 \ 120 \ 180 \ 240 \ 320 \ 400 \ 500 \ 600 \ 800 \1000
Grade & Coating Data Steel Stainless Steel Cast Iron Materials atre Alloys Hardened Steel ’%1@5 Aluminum Oxide 20
an KL 150-165-180 5
i@ = P25 + HYPERLOX T #4 Diamond DM
fz 0.1-0.4 fBE Cemet KK ‘ ‘ ‘ ‘ ‘
. P25 + HYPERLOX /RS e (LR Silicon Carbide sic
& fz 0.1-0.4 ES{i7/UNIT : mesh
m P25+ HYPERLOX/R6 0.4-25 RIEER RIE4478 DF
2 - 01-06 ABRASIVE 035 | 040 | 060 | 070 | 075 | 080 | 1.00 | 1.10 | 1.20 | 140 | 200
% P25 + HYPERLOX /R8 . 0.5-3.0 £&/t42 Aluminum Oxide AO
i fz 0.1-0.6 #7 Diamond DM
P25 + HYPERLOX /R10 w0 DT .
fg& Cemet KK ‘
BE{T/UNIT : tDEIRRE Ve (n/sec) ; @IDMERS Fz (nm) /E3F Ap (mm)
ix{t Ry Silicon Carbide SIC

ES{i7/UNIT : mm

CBREK| AR
* BRRRERIME « RIEREEITKREFERMAGETE  mEFBRMENERSER > HMSEZEREROMT -

BHBMLE SHAFT TOLERANCE

SHUARE SHOULDER FACE CUTTERS FOR ALUMINUM ALLOY

RIENTREEEARKT]/EES

— g A EN =5
Steel Stainless Steel Cast Iron

e | EE 25
Grade & Coating Data

1S 1E )
Non-Ferrous
\VEICHELS

Y=t ERRIR A
High Temper-
atre Alloys Hardened Steel

i\ar AT 200-500-800
ME K0S+ POLSHED .. N p—

m TOLERANCE 6<D =10 10<D = 18 18<D = 30
& fz 0.1-03 h6 +0/-0.006 +0/-0.008 +0/-0.009 +0/-0.011 +0/-0.013
aﬁgg K05 + POLISHED 100 h7 +0/-0.010 +0/-0.012 +0/-0.015 +0/-0.018 +0/-0.021

= ® A1l h8 +0/-0.014 +0/-0.018 +0/-0.022 +0/-0.027 +0/-0.033

BE{TI/UNIT : tDEIERE Vo (n/sec) ; TIIEKS Fz (mm) /ED5FE Ap (mm) EB{E7/UNIT : mm
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RECOMMENDED OPERATION DATA

BlREeE NOTATION MISkRsE TEST REPORT OF CONDITIONS
s@gm@m1¢LLl%h; s mp T 2R TR - SABRMUREAS  BESHREEHNHE  2HR
TIAIN $% /B 121 FB30E A ZN6 — B3 S H N ALR - WEHEEN LRETRCAH -
@ I\ BlE TA26M -
- = K == 45t mEe %
WXS /8 1238 THEAZNS s mas e e -
I E 12 HE A0 0= L0 e BHAAMAAL - fallk Rt -
B - C Si Mn P S Cr Ni Mo v ]
Uni-Co $EfE AREHEDE| N =i BB -~ Bw ] YN
I3 - Bh: [kW] N/mm2 HRC HB HV
—hesit Y TEM K =8 N EEME B %Iﬂﬁﬁ H Bt RigE BEIE [rpm]
st ERTRR A 1 Al 2 A5t 3
= ATEIAR FORMULAS & DEFINITIONS , | LR
TIE/ TR
‘ TIERISE (EE/R )
7] = > 2 s
EEREE (rpm) STEE (F2) E:)=F AN (3)) TEEMER 0w 7] REE )
V. - 1000 V. A A, - Ve 7IER & (m)
_ _ _De % T D, =2-VA, (D —A,)
N T-D F2=x7z P 18000 v a 2 EDIES
THEEIR/Jeis 5=
=l
FIBIERE (n/min) &4 (mm/min) IR (cn®/min) TEEHER Ov) EBET TIRARHRFE ()
m-D-N A A, -V AT
Ve =505 V.=N-Z-F, Q= W D, =(D—2-R)+2-VA.-(2-R—A,) MIAR/ B
= HIZEE Ve (m/min)
* | S7EIE 2 m/tooth)
Ae = JIHIRE ()  Fz = G7YHIE ()  Vf = &4 (m/min)  Dw = JJTEABRDE (m) 5 | @& n(rpm)
Ap = YIHIREE (mm) N = E#hEE (rpm) Z = JJRET# D = JJEZIL (mm) w | &% VE(m/min)
P=X#W&a#H kv) Ve = EEE (w/min) R=JIARA (m) Q = BERE (cm?/min) g | JREE Dc(m)
5% ap (mm)
CUSTOMIZED TOOLS S8 ae (m)
A SRS
B ESREITRIMEEER TS  BIRECETRINIEEE - SRR N TN THEEELTRMHRE - MO T4ER5R T (min)
BT E— T8 T BN 86 - % [7Em® min
MI@EE ()
BHREZ (cm/min)
g| | BEEIHFE (W)
112|3(4|5(6|7(8|9[10/1]|2|3|4|5|6(7|8(9|10{1|2(3|4|5|6[|7|8|9(10/1(2|3|4|5(6|7|8|9]10
TG

=S




