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Step Shoulder Machining
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Milling cutter model DIk: p 1% Jolis Number of flute | Inventory status | Reference number
Cutter Diameter(D)| Flete Length(l) |Shank Diameter(d) Overall Length(L)
FE-01-50-2F 1 3 4 50 2 [ ] 1
FE-1.5-50-2F 15 4 4 50 2 [ ] 1
FE-02-50-2F 2 5 4 50 2 [ ] 1
FE-2.5-50-2F 25 6 4 50 2 [ ] 1
FE-03-50-2F 3 8 4 50 2 [ ] 1
FE-3.5-50-2F 35 10 4 50 2 [ ] 2
FE-04-50-2F 4 11 4 50 2 [ ] 1
FES-01-50-2F 1 3 6 50 2 [ ] 1
FES -1.5-50-2F 15 4 6 50 2 [ ] 1
FES-02-50-2F 2 5 6 50 2 [ ] 1
FES-25-50-2F 25 6 6 50 2 [ ] 1
FES-03-50-2F 3 8 6 50 2 [ ] 1
FES-3.5-50-2F 35 10 6 50 2 [ ] 1
FES-04-50-2F 4 11 6 50 2 [ ] 1
FES-05-50-2F 5 13 6 50 2 [ ] 1
FES-06-50-2F 6 15 6 50 2 [ ] 2
FE-07-60-2F 7 17 8 60 2 [ ] 1
FE-08-60-2F 8 20 8 60 2 [ ] 2
FE-10-75-2F 10 25 10 75 2 [ ] 2
FE-12-75-2F 12 30 12 75 2 [ 2
FE-14-100-2F 14 35 14 100 2 [ ] 2
FE-16-100-2F 16 40 16 100 2 [ ] 2
FE-18-100-2F 18 40 18 100 2 [ ] 2
FE-20-100-2F 20 40 20 100 2 [ ] 2
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| Naming rules I
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Shank Diameter is 6 Total length
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Number of edges
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Milling cutter type Tool path
FLEET]
FE Flat End Mill
BRLHETD
BN Ball Nose End Mill
=E) Yl
CR Corner Radius End Mill
1EEZHET]
RE Rough End Mill
$BINTSZ8E70
AL End mill for Aluminum
T
PE Flat End Mill
ST AEMINTZ887]
End Mill for Stainless steel
UE REDIUHET]
Unequal Pitch End Mill
e ANES )
ME Micro End Mill
KIZH5T]
LN Long Neck End Mill
SERENTHET]
TE/B Taper End Mill
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Other

BRLHZ

Radius of ball nose

WESEE)S

Radius of nose arc

F< Neck Length

¢EFF Taper angle
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Mark Introduction Symbol introduction
scosco | TREBIFE & FAGETIMEMT
nano-multilayer Gold coating Flat End Mill for Side Face Machining
YRSk NN=] Iz PN
nACo 3 Black —W*%@I$}§ :FJ:%ED:IB“}JDI ..
nano-multilayer Black coating L Flat End Mill for Step Shoulder Machining
YRS TE RIS 2 RPN & I
WK TEERE H :F%%Dﬁﬁﬁﬂﬂ . N
;‘I%E nano_mult”ayer Blue coating Flat End Mill for Stralght Slot Machlnlng
Coating ) |AITINGSE FALEETIRAINT
AITIN Coating u Flat End Mill for Deep slot Machining
i TIAINIE R M BRSLERTIBRZANT
T ‘ TIAIN Coating Ball Nose End Mill for Profile Machining
) |aicrsiNigR TR BRLsE BRI
ACE ‘ AICISIN Coating Processing Ball Nose End Mill for Cavity Machining
— form BRSLHE TN T
@D =TT " Ball Nose End Mill for Slot Machining
N |2 Flute Standard Length -
E— " BRLEEDREINT
% =TI Ball Nose End Mill for Deep Slot Machining
2 Flute Ball nose
— BT I ME T
@ ZIEBERET] Corner Radius End Mill for Side Face
2 Flute Corner Radius Machining
=7 EEMeETJtEmnT
o e i) /Z‘@ =TT u Corner Radius End Mill for Slot
End tooth i 3 Flute Standard Length Machining
nd too
P970LEET] EMeE7 BT . )
type @ Corner Radius End Mill for Profile
4 Flute Standard Length Machining
&l Pu7IERLEET]
\%% 4 Flute Ball nose P 4
Y Steels
3 Py?
B ., G
|re -orner Radius V1l [Stainless Steels
% NTIFELSRTD e
i 6 Flute Standard Length Tt K
N 9 . Cast Iron
Workpiece
KRERIPE ; E|S73vESs
SN Material
VAES7=:¢ @ Corner protection N Non-ferrous Materials
Tool tip
KR EEAE. KEeE
f x
o @ Sharp angle § ‘ Heat-resistant Super Allyoys, Titanium Alloys
EEEME
L] gl BAHUZNES : 30°, 35° 38°, 45° 55° H High Hardened Materials
Helix B is the helix: 30°, 35°, 38°, 45°, 55°
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Coatings

SR
Microhardness
(HV0.05)

Coefficient of
Friction

EeEREE
Max.service
Temperature(°C)
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Characteristic and Application

AITIN

3300

0.55

900

o RS ;

o EEMTHEEELEN , REMAISFHE.
Extremely texture controlled, mainly suitable for
ordinary steel,low hardness of die mould milling.

AICrSiN

3400

0.4

1100

oLHBHINIIFR , Siattt | SIS
oEMMERS , BATHRCSSLATHIEIEN , R

N, RASHISFEEEIINT.

Specially designed for milling,high oxidation
resistance,good balance of abrasionresistance and
toughness,versatility is extremely high,suitable for
ordinary steel under HRC55,die steel and titanium
alloy milling.

TiAIN

3200

0.45

900

o SENHIIE R EMRRENS |

SERTAEN , SRASAIRFEEHE.

High oxidation resistance,extremely good of high
temperature abrasion resistance,suitable for stainless
steel and titanium alloy milling

NaCo3 Black

4500

0.5

1200

o IRAEIMENWMAISHERE ;

o BIEFTHRCOORISREENEEHIINT.
EETFHH,

Excellent oxidation resistance and high hardness

coating,especially suitable for high hardness steel

above HRC60 dry milling.

NaCo3 Blue

4500

0.4

1200

OHBESTEE, SMENUMSaEN

© 55 5iE A FHRCE5 AU = i ML HI N T .

Superhigh hardness,high oxidation resistance

and hot hardness,especially suitable for superhigh hardness
steel above HRC60 milling.

NaCo3 Gold

4500

0.4

1200

O STEEAREZRRE

O FERTASENITAEMT.

High hardness and low friction coefficient,especially
Suitable for stainless steel milling .
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FEA R
B E Basic Size % PEREARAS B
Milling cutter model Tz DIRS Wit J=8iS Number of flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(L) |Shank Diameter(d) |Overall Length(L)
FE-1.0-50-2F 1 3 4 50 2 [ 1
FE-1.5-50-2F 15 45 4 50 2 [ J 1
FE-2.0-50-2F 2 6 4 50 2 [ J 1
FE-2.5-50-2F 25 75 4 50 2 [} 1
FE-3.0-50-2F 3 9 4 50 2 [} 1
FE-3.5-50-2F 35 10 4 50 2 [ J 1
FE-4.0-50-2F 4 10 4 50 2 [ J 2
FES-1.0-50-2F 1 6 50 2 [ J 1
FES-1.5-50-2F 15 6 50 2 [ J 1
FES-2.0-50-2F 2 6 50 2 [ ] 1
FES-2.5-50-2F 25 75 6 50 2 [} 1
FES-3.0-50-2F 3 9 6 50 2 [ J 1
FES-3.5-50-2F 35 10 6 50 2 [ J 1
FES-4.0-50-2F 4 10 6 50 2 [ J 1
FES-5.0-50-2F 5 13 6 50 2 [ J 1
FES-6.0-50-2F 6 15 6 50 2 [ 2
FE-7.0-60-2F 7 18 8 60 2 [} 1
FE-8.0-60-2F 8 20 8 60 2 [ J 2
FE-9.0-75-2F 10 25 10 75 2 [ 2
FE-12-75-2F 12 30 12 75 2 [ J 2
FE-14-100-2F 14 45 14 100 2 [ J 2
FE-16-100-2F 16 45 16 100 2 [ ] 2
FE-18-100-2F 18 45 18 100 2 [} 2
FE-20-100-2F 20 45 20 100 2 [} 2

® BEETF ORiTHAS
@ Standard Stock  OProduce by order

WD T+ #HEF/Workpiece material recommendation 085, Ot

esveeseswew ]
P M| K N] s)

TARESN . EAESH 7273 PN PN
=N BEN Pre-hardened steel, hardened steel REEN KB HFEE = b N LRI
3 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~ 65HRC alloy alloy

Nodular cast iron
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2 Flutes Extra Long
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Flat End Mill

FLSEDMENT
Side Face Machining

ST AT
Step Shoulder Machining
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Straight Slot Machining
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YT M5 Basic Size DIE PEAEIRAS BIRE S
Milling cutter model 7Ttz PIRS Wiz J=8iS Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) [Shank Diameter(d) Overall Length(L)
FE-4.0-75-2F 4 16 4 75 2 [} 2
FES-6.0-75-2F 6 24 6 75 2 [ J 2
FE-7.0-75-2F 7 28 8 75 2 O 1
FE-8.0-75-2F 8 30 8 75 2 [ ] 2
FE-4.0-100-2F 4 20 4 100 2 [ ] 2
FES-6.0-100-2F 6 30 6 100 2 [ J 2
FE-8.0-100-2F 8 35 8 100 2 [ J 2
FE-10-100-2F 10 40 10 100 2 [ J 2
FE-12-100-2F 12 45 12 100 2 [ ] 2
FE-8.0-150-2F 8 40 8 150 2 [} 2
FE-10-150-2F 10 60 10 150 2 [ J 2
FE-12-150-2F 12 60 12 150 2 [} 2
FE-16-150-2F 16 75 16 150 2 [ ] 2
FE-18-150-2F 18 75 18 150 2 [ ] 2
FE-20-150-2F 20 75 20 150 2 [ J 2
® EEES FRITRAS
@ Standard Stock  OProduce by order
WAN T AR/ Workpiece material recommendation 0%, O,

TR . AR #% N e
RN Ea Pre-hardened steel, hardened steel TEER REBLG e = oS G
N 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC Nl D @i e alloy alloy
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IR Basic Size 7% PEREIRAS BIHES
Milling cutter model Tz PIRS Wiz J=8i9 Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) [Shank Diameter(d) |Overall Length(L)
FE-1.0-50-4F 1 3 4 50 4 ([ ] 1
FE-15-50-4F 15 45 4 50 4 [ 1
FE-2.0-50-4F 2 6 4 50 4 [ ] 1
FE-2.5-50-4F 25 75 4 50 4 ([ ] 1
FE-3.0-50-4F 3 9 4 50 4 [ ] 1
FE-3.5-50-4F 35 10 4 50 4 ([ ] 1
FE-4.0-50-4F 4 10 4 50 4 [ ] 2
FES-1.0-50-4F 1 3 6 50 4 [ ] 1
FES-1.5-50-4F 15 45 6 50 4 [ ] 1
FES-2.0-50-4F 2 6 6 50 4 [ ] 1
FES-2.5-50-4F 25 75 6 50 4 [ ] 1
FES-3.0-50-4F 3 9 6 50 4 [ J 1
FES-3.5-50-4F 35 10 6 50 4 [ ] 1
FES-4.0-50-4F 4 10 6 50 4 [ ] 1
FES-5.0-50-4F 5 13 6 50 4 [ ] 1
FES-6.0-50-4F 6 15 6 50 4 [ ] 2
FE-7.0-60-4F 7 18 8 60 4 [ J 1
FE-8.0-60-4F 8 20 8 60 4 [ 2
FE-10-75-4F 10 25 10 75 4 ([ ] 2
FE-12-75-4F 12 30 12 75 4 ([ ] 2
FE-14-100-4F 14 45 14 100 4 [ ] 2
FE-16-100-4F 16 45 16 100 4 ([ ] 2
FE-18-100-4F 18 45 18 100 4 [ ] 2
FE-20-100-4F 20 45 20 100 4 [ ] 2

® HERlE  ORITHES

@ Standard Stock  OProduce by order

WAN T AR/ Workpiece material recommendation 0%, O,

P M | K N B

TR . AR #% N e
[vES7] Ea Pre-hardened steel, hardened steel TEHR REBLG Fad = P E
N 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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HRCA45-FE
Bl— Picturel

l 1

© , g-

05 | =

>

B picture2 o

S E— = <

] )
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HARR
BETIAL S Basic Size I PEREIRAS IR
Milling cutter model DIEE IR Wiz B Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(D) |Overall Length(L)

FE-4.0-75-4F 4 16 4 75 4 [ J 2
FES-6.0-75-4F 6 24 6 75 4 [ J 2
FE-7.0-75-4F 7 28 8 75 4 o 1
FE-8.0-75-4F 8 30 8 75 4 [ ] 2
FE-4.0-100-4F 4 20 4 100 4 [ ] 2
FES-6.0-100-4F 6 30 6 100 4 [ ] 2
FE-8.0-100-4F 8 35 8 100 4 [ J 2
FE-10-100-4F 10 40 10 100 4 [ J 2
FE-12-100-4F 12 45 12 100 4 [ J 2
FE-8.0-150-4F 8 40 8 150 4 ® 2
FE-10-150-4F 10 60 10 150 4 [ J 2
FE-12-150-4F 12 60 12 150 4 [ J 2
FE-16-150-4F 16 75 16 150 4 [ J 2
FE-18-150-4F 18 75 18 150 4 [ J 2
FE-20-150-4F 20 75 20 150 4 [ ] 2

® EEAET ORiTH4Ar

@ Standard Stock  OProduce by order

WD T FHEE/Workpiece material recommendation 085, Ot

P M | K N S|

B . AR #% N o
=N BEN Pre-hardened steel, hardened steel REEN KBS s = S®ed ]
R 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~ 65HRC alloy alloy

Nodular cast iron
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ST E Basic Size T PEAEARAS BIRES
Milling cutter model 74z PIRS Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Flute Length(l) |[Shank Diameter(D) Overall Length(L)
FE-1.0-50-2F 1 3 4 50 2 [ ] 1
FE-1.5-50-2F 15 45 4 50 2 [ ] 1
FE-2.0-50-2F 2 6 4 50 2 [ ] 1
FE-2.5-50-2F 25 75 4 50 2 [ ] 1
FE-3.0-50-2F 3 9 4 50 2 [ 1
FE-3.5-50-2F 35 10 4 50 2 [ J 1
FE-4.0-50-2F 10 4 50 2 [ ] 2
FES-1.0-50-2F 1 3 6 50 2 [ ] 1
FES-1.5-50-2F 15 45 6 50 2 [ ] 1
FES-2.0-50-2F 2 6 6 50 2 [ ] 1
FES-2.5-50-2F 25 75 6 50 2 [ ] 1
FES-3.0-50-2F 3 9 6 50 2 [ ] 1
FES-3.5-50-2F 35 10 6 50 2 [ J 1
FES-4.0-50-2F 4 10 6 50 2 [ ] 2
FES-5.0-50-2F 5 13 6 50 2 [ ] 1
FES-6.0-50-2F 6 15 6 50 2 [ ] 2
FE-7.0-60-2F 7 18 8 60 2 [ ] 1
FE-8.0-60-2F 8 20 8 60 2 [ ] 2
FE-10-75-2F 10 25 10 75 2 [ ] 2
FE-12-75-2F 12 30 12 75 2 [ ] 2
FE-14-100-2F 14 45 14 100 2 [ ] 2
FE-16-100-2F 16 45 16 100 2 [ ] 2
FE-18-100-2F 18 45 18 100 2 [ ] 2
FE-20-100-2F 20 45 20 100 2 [ ] 2
® EEEl  ORITH4AS

@ Standard Stock  OProduce by order

TR . AR #% N e
RN Ea] Pre-hardened steel, hardened steel THR REBLE G Fad & Gae E
R 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NeELIED @i e alloy alloy
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FEARF
L Basic Size T PEREIRAS IR
Milling cutter model 74z DIRS Wi MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L)
FE-4.0-75-2F 4 16 4 75 2 ([ ] 2
FES-6.0-75-2F 6 24 6 75 2 [ ] 2
FE-7.0-75-2F 7 28 8 75 2 O 1
FE-8.0-75-2F 8 30 8 75 2 [ 2
FE-4.0-100-2F 4 20 4 100 2 [ ] 2
FES-6.0-100-2F 6 30 6 100 2 ([ ] 2
FE-8.0-100-2F 8 35 8 100 2 [ ] 2
FE-10-100-2F 10 40 10 100 2 [ ] 2
FE-12-100-2F 12 45 12 100 2 [ 2
FE-8.0-150-2F 8 40 8 150 2 [ J 2
FE-10-150-2F 10 60 10 150 2 [ ] 2
FE-12-150-2F 12 60 12 150 2 [ ] 2
FE-16-150-2F 16 75 16 150 2 [ ] 2
FE-18-150-2F 18 75 18 150 2 [ J 2
FE-20-150-2F 20 75 20 150 2 [ J 2

® EEET  OmTBAR

@ Standard Stock  OProduce by order

WID TR EHETE/Workpiece material recommendation 085, Ot

T eseswewesdwew ]
P M | K N s)

TRAEH . FAEH ek

A A
=N A& Pre-hardened steel, hardened steel B KRB HEE ki = = G G 3 =
A 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~ 65HRC alloy alloy

Nodular cast iron
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HIIRE Basic Size T% PEREIRAS SIS
Milling cutter model 74z JIK Wi J=8iS Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L)

FE-1.0-50-4F 1 3 4 50 4 ([ ] 1
FE-1.5-50-4F 15 4.5 4 50 4 [ 1
FE-2.0-50-4F 2 6 4 50 4 [ ] 1
FE-2.5-50-4F 25 75 4 50 4 [ 1
FE-3.0-50-4F 3 9 4 50 4 ([ ] 1
FE-3.5-50-4F 35 10 4 50 4 ([ ] 1
FE-4.0-50-4F 4 10 4 50 4 [ ] 2
FES-1.0-50-4F 1 3 6 50 4 [ ] 1
FES-1.5-50-4F 15 45 6 50 4 [ ] 1
FES-2.0-50-4F 2 6 6 50 4 [ ] 1
FES-2.5-50-4F 25 75 6 50 4 [ ] 1
FES-3.0-50-4F 3 9 6 50 4 ([ ] 1
FES-3.5-50-4F 35 10 6 50 4 [ ] 1
FES-4.0-50-4F 4 10 6 50 4 [ ] 1
FES-5.0-50-4F 5 13 6 50 4 [ ] 1
FES-6.0-50-4F 6 15 6 50 4 [ ] 2
FE-7.0-60-4F 7 18 8 60 4 [ ] 1
FE-8.0-60-4F 8 20 8 60 4 [ ] 2
FE-10-75-4F 10 25 10 75 4 ([ ] 2
FE-12-75-4F 12 30 12 75 4 [ 2
FE-14-100-4F 14 40 14 100 4 [ ] 2
FE-16-100-4F 16 45 16 100 4 [ 2
FE-18-100-4F 18 45 18 100 4 ([ ] 2
FE-20-100-4F 20 45 20 100 4 ([ ] 2

® EEEF OiJHAR

@ Standard Stock OProduce by order

WANTHAEHER/Workpiece material recommendation 0%, O,

- motmoweeweenw
P M | K N B

TR, D F S T
RN A&W Pre-hardened steel, hardened steel W IRBEG Hae = PO SC)
A 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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Flutes Extra Long

HRC55-FE

LT

Flat End Mill

P IMIENT
Side Face Machining

SR EHINT
Step Shoulder Machining

AT EMAENT
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* HRC55 extra long

HAR RS
BT Basic Size 1% |EEZIN ZIRE S
Milling cutter model Tz PIRS Wiz J=8i9 Number of flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)
FE-4.0-75-4F 4 16 4 75 4 [ ] 2
FES-6.0-75-4F 6 24 6 75 4 [ 2
FE-7.0-75-4F 7 28 8 75 4 O 1
FE-8.0-75-4F 8 30 8 7 4 ([ ] 2
FE-4.0-100-4F 4 20 4 100 4 [ ] 2
FES-6.0-100-4F 6 30 6 100 4 ([ ] 2
FE-8.0-100-4F 8 35 8 100 4 [ 2
FE-10-100-4F 10 40 10 100 4 ([ ] 2
FE-12-100-4F 12 45 12 100 4 (] 2
FE-8-150-4F 8 40 8 150 4 ([ ] 2
FE-10-150-4F 10 60 10 150 4 ([ ] 2
FE-12-150-4F 12 60 12 150 4 ([ ] 2
FE-16-150-4F 16 75 16 150 4 ® 2
FE-18-150-4F 18 75 18 150 4 [ J 2
FE-20-150-4F 20 75 20 150 4 [ J 2
® EEET  OmJBAS
@ Standard Stock  OProduce by order
WANT A4S/ Workpiece material recommendation 0&%,,. O,

TER . A H% Hae N
HEW AEN Pre-hardened steel, hardened steel TR FREBGE Fas 8 cGhas V&
R 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NGEITED @5 e alloy alloy
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Milling cutter model 7Tz DIRS W MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L)
FES-6.0-50-6F 6 15 6 50 6 (@] 2
FE-8.0-60-6F 8 20 8 60 6 (@] 2
FE-10-75-6F 10 25 10 75 2 O 2
FE-12-75-6F 12 30 12 75 2 O 2
FE-16-100-6F 16 45 16 100 2 o 2
FE-20-100-6F 20 45 20 100 2 (@) 2

® EEEF OmiJHAR

@ Standard Stock OProduce by order

AN THAEHER/Workpiece material recommendation 0%, O,

P M | K N B

TR AR ik

A A
RN E&W Pre-hardened steel, hardened steel T4 PRESEG Hae FEE “Gae e &
A 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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e Suitable for grooving * Wide applications “ - é&o =
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nACo 3 Black ID 124 0-2002 @ @

FEARSF
BETIAL Basic Size it PERIRAS SIES
Milling cutter model Tz DIRS ik MK Number of flute | Inventory status | Reference number
Cutter Diameter(D)| Flute Length(l) |Shank Diameter(d) Overall Length(L)
FE-1.0-50-2F 1 3 4 50 2 [ ] 1
FE-1.5-50-2F 15 45 4 50 2 ([ ] 1
FE-2.0-50-2F 2 6 4 50 2 [ ] 1
FE-2.5-50-2F 25 75 4 50 2 [ ] 1
FE-3.0-50-2F 3 9 4 50 2 [ ] 1
FE-3.5-50-2F 35 10 4 50 2 [ ] 1
FE-4.0-50-2F 4 10 4 50 2 [ 2
FES-1.0-50-2F 1 3 6 50 2 [ J 1
FES-1.5-50-2F 15 45 6 50 2 [ ] 1
FES-2.0-50-2F 2 6 6 50 2 [ ] 1
FES-2.5-50-2F 25 75 6 50 2 [ ] 1
FES-3.0-50-2F 3 9 6 50 2 [ ] 1
FES-3.5-50-2F 35 10 6 50 2 [ 1
FES-4.0-50-2F 4 10 6 50 2 [ J 2
FES-5.0-50-2F 5 13 6 50 2 [ ] 1
FES-6.0-50-2F 6 15 6 50 2 [ ] 2
FE-7.0-60-2F 7 18 8 60 2 [ ] 1
FE-8.0-60-2F 8 20 8 60 2 [ 2
FE-10-75-2F 10 25 10 75 2 [ ] 2
FE-12-75-2F 12 30 12 75 2 [ J 2
FE-14-100-2F 14 45 14 100 2 ([ ] 2
FE-16-100-2F 16 45 16 100 2 [ 2
FE-18-100-2F 18 45 18 100 2 ([ ] 2
FE-20-100-2F 20 45 20 100 2 ® 2

® EEERF OuTH4™
N s . . . . o . @ Standard Stock  OProduce by order
WD T A4/ Workpiece material recommendation 0%, O,

TRREN . B ek N N
BERN AEW Pre-hardened steel, hardened steel REN FRELEGE Fas o #ag | FERES
Carbonsteel | Alloy steel Stainless steel | castiron | Copperalloy | ™™™ | Titanium alloy | "62¢ FeStAN
~40HRC ~50HRC ~60HRC ~65HRC e - alloy alloy
©) ©) ©) ©) ©)
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FEA R
AR Basic Size PAE: ¢ PEATARAS S
Milling cutter model T4z UIRS Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L)
FE-4.0-75-2F 4 16 4 75 2 [ J 2
FES-6.0-75-2F 6 24 6 75 2 [ 2
FE-7.0-75-2F 7 28 8 75 2 @) 1
FE-8.0-75-2F 8 30 8 75 2 [ ] 2
FE-4.0-100-2F 4 20 4 100 2 [ J 2
FES-6.0-100-2F 6 30 6 100 2 [ 2
FE-8.0-100-2F 8 35 8 100 2 [ ] 2
FE-10-100-2F 10 40 10 100 2 ([ ] 2
FE-12-100-2F 12 45 12 100 2 [ 2
FE-8.0-150-2F 8 40 8 150 2 [ ] 2
FE-10-150-2F 10 60 10 150 2 [ ] 2
FE-12-150-2F 12 60 12 150 2 [ ] 2
FE-16-150-2F 16 75 16 150 2 [ ] 2
FE-18-150-2F 18 75 18 150 2 [ ] 2
FE-20-150-2F 20 75 20 150 2 [ J 2

® EEEF OiTHA

@ Standard Stock OProduce by order

I T #7FUETE/Workpiece material recommendation o5, O%i..

P M | K N (S

TR e prem P e
RN e Pre-hardened steel, hardened steel RBN FRELEGE Has o wae | MAEE
Carbon steel | Alloy steel Stainless steel | castiron | Copper alloy UMINUM | Titanium alioy | 62t fesstan
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron
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AL L=) Basic Size DIk e PEFFIRAS ZHRES
Milling cutter model T4z DIRS Wiz <3 Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Flute Length(l) |Shank Diameter(d) Overall Length(L)
FE-1.0-50-4F 1 3 4 50 4 [ J 1
FE-1.5-50-4F 15 45 4 50 4 [ 1
FE-2.0-50-4F 2 6 4 50 4 [ 1
FE-2.5-50-4F 25 75 4 50 4 [ 1
FE-3.0-50-4F 3 9 4 50 4 [ ] 1
FE-3.5-50-4F 35 10 4 50 4 [ 1
FE-4.0-50-4F 4 10 4 50 4 ([ ] 2
FES-1.0-50-4F 1 3 6 50 4 ([ ] 1
FES-1.5-50-4F 15 45 6 50 4 [ 1
FES-2.0-50-4F 2 6 6 50 4 [ ] 1
FES-2.5-50-4F 25 75 6 50 4 [ ] 1
FES-3.0-50-4F 3 9 6 50 4 [ ] 1
FES-3.5-50-4F 35 10 6 50 4 [ 1
FES-4.0-50-4F 4 10 6 50 4 [ ] 1
FES-5.0-50-4F 5 13 6 50 4 [ ] 1
FES-6.0-50-4F 6 15 6 50 4 [ ] 2
FE-7.0-60-4F 7 18 8 60 4 [ ] 1
FE-8.0-60-4F 8 20 8 60 4 [ J 2
FE-10-75-4F 10 25 10 75 4 [ J 2
FE-12-75-4F 12 30 12 75 4 [ 2
FE-14-100-4F 14 45 14 100 4 [ ] 2
FE-16-100-4F 16 45 16 100 4 [ 2
FE-18-100-4F 18 45 18 100 4 [ ] 2
FE-20-100-4F 20 45 20 100 4 [ ] 2

® BEES
WD T A4/ Workpiece material recommendation 0%, O,

OfpiT 84/

@ Standard Stock  OProduce by order

TRREN . AR Bk EYON FHAS
BREW AEW Pre-hardened steel, hardened steel IR B Hes = PO wE
. ; Aluminum - Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC Nodular cast iron alloy alloy
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HEA R
BT BESe Sz 7% PEAFIRAS ZRES
Milling cutter model Tz VIS e mE Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Flute Length(l) |Shank Diameter(d) Overall Length(L)
FE-4.0-75-4F 4 16 4 75 4 [ ] 2
FES-6.0-75-4F 6 24 6 75 4 [ J 2
FE-7.0-75-4F 7 28 8 75 4 O 1
FE-8.0-75-4F 8 30 8 75 4 [ J 2
FE-4.0-100-4F 4 25 4 100 4 [ ] 2
FES-6.0-100-4F 6 30 6 100 4 [ ] 2
FE-8.0-100-4F 8 35 8 100 4 [ J 2
FE-10-100-4F 10 40 10 100 4 ® 2
FE-12-100-4F 12 45 12 100 4 [ J 2
FE-8.0-150-4F 8 40 8 150 4 L J 2
FE-10-150-4F 10 60 10 150 4 L 2
FE-12-150-4F 12 60 12 150 4 [ J 2
FE-16-150-4F 16 75 16 150 4 [ J 2
FE-18-150-4F 18 75 18 150 4 L J 2
FE-20-150-4F 20 75 20 150 4 [ ] 2

® EEETF OmJHAR™

@ Standard Stock  OProduce by order

W T FHEF/Workpiece material recommendation o5, 055,

e ]
P M | K N S)

TRAESH. EAEIN i wrs (PO
REWN A4 Pre-hardened steel, hardened steel REEN BREBE% s = HEae R
. : Aluminum - Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~B60HRC ~65HRC alloy alloy

Nodular cast iron
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Flat End Mill

FLHETIMEMT FLEETDEMINT T EREEnT
Side Face Machining Step Shoulder Machining Straight Slot Machining
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Milling cutter model 74z DIRS JiEe MK Number of flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L)
FES-6.0-50-6F 6 15 6 50 6 O 2
FE-8.0-60-6F 8 20 8 60 6 O 2
FE-10-75-6F 10 25 10 75 2 O 2
FE-12-75-6F 12 30 12 75 2 (@] 2
FE-16-100-6F 16 45 16 100 2 O 2
FE-20-100-6F 20 45 20 100 2 O 2
® EEET ORiTHAS
@ Standard Stock  OProduce by order
. drs] i . . . [N N
WD T A4/ Workpiece material recommendation 0%, O,

P M | K N S
TEW. AR prem P N
WEW HEH Pre-hardened steel, hardened steel R4 FREEGE Fas e sae | HEE
Carbonsteel | Alloy steel Stainless steel | castiron | Copperalloy | “UT"™ | Titanium alloy | TR fesStan
~40HRC ~50HRC ~60HRC ~65HRC Nealr et e alloy alloy
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Flat End Mill
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Side Face Machining
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Step Shoulder Machining
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Straight Slot Machining
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WA THHEHER/Workpiece material recommendation o

EREE
Very Suitable

O

[E]— Picturel
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¢ Suitable for grooving * Wide applications h &D]
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naco3 el | [o Jaia @9 @
FEA R
BETI1 5 Basic Size % PETFIRAS SIS
Milling cutter model 714z UIRS Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Flute Length(l) |Shank Diameter(d) Overall Length(L)
FE-1.0-50-2F 1 3 4 50 2 O 1
FE-1.5-50-2F 15 45 4 50 2 @) 1
FE-2.0-50-2F 2 6 4 50 2 @) 1
FE-2.5-50-2F 25 7.5 4 50 2 @) 1
FE-3.0-50-2F 3 9 4 50 2 @) 1
FE-3.5-50-2F 315) 10 4 50 2 @) 1
FE-4.0-50-2F 4 10 4 50 2 @) 2
FES-1.0-50-2F 3 6 50 2 @) 1
FES-1.5-50-2F 15 45 6 50 2 O 1
FES-2.0-50-2F 2 6 6 50 2 @) 1
FES-2.5-50-2F 25 75 6 50 2 O 1
FES-3.0-50-2F 3 9 6 50 2 @) 1
FES-3.5-50-2F 35 10 6 50 2 O 1
FES-4.0-50-2F 4 10 6 50 2 @) 1
FES-5.0-50-2F 5 13 6 50 2 O 1
FES-6.0-50-2F 6 15 6 50 2 @) 1
FE-7.0-60-2F 7 18 8 60 2 @) 2
FE-8.0-60-2F 8 20 8 60 2 @) 1
FE-10-75-2F 10 25 10 75 2 O 2
FE-12-75-2F 12 30 12 75 2 O 2
FE-14-100-2F 14 45 14 100 2 @) 2
FE-16-100-2F 16 45 16 100 2 @) 2
FE-18-100-2F 18 45 18 100 2 O 2
FE-20-100-2F 20 45 20 100 2 ©) 2
® HEEn OHITHLS

@ Standard Stock OProduce by order

BE
Suitable

P

M | K

N
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TER. RN premy PN o
e AEW Pre-hardened steel, hardened steel REH PRI Hae s #ae | EAOS
Carbonssteel | - Alloy steel Stainless steel | castiron | Copperalloy [ ™™™ | Titanium alloy | 763¢ fSStaN
~40HRC ~50HRC ~55HRC ~65HRC NeEMr ess e alloy alloy
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Side Face Machining
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BeTIA = BasicRiize J1E PEARIRZS ZRES
Milling cutter model Iz PIRS Wiz BE Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)
FE-4.0-75-2F 4 16 4 75 2 O 2
FES-6.0-75-2F 6 24 6 75 2 O 2
FE-7.0-75-2F 7 28 8 75 2 O 1
FE-8.0-75-2F 8 30 8 75 2 O 2
FE-4.0-100-2F 4 20 4 100 2 O 2
FES-6.0-100-2F 6 30 6 100 2 O 2
FE-8.0-100-2F 8 35 8 100 2 O 2
FE-10-100-2F 10 40 10 100 2 O 2
FE-12-100-2F 12 45 12 100 2 O 2
FE-8.0-150-2F 8 40 8 150 2 @) 2
FE-10-150-2F 10 60 10 150 2 O 2
FE-12-150-2F 12 60 12 150 2 O 2
FE-16-150-2F 16 75 16 150 2 O 2
FE-18-150-2F 18 75 18 150 2 O 2
FE-20-150-2F 20 75 20 150 2 O 2
® EEEF ORITHAS
@ Standard Stock OProduce by order
N drs] i . . . N N
WD T A4/ Workpiece material recommendation 0%, O,

P M | K N S
W, AR preme s N
WEN HEH Pre-hardened steel, hardened steel R4 FREEGE Fas o wae | IHEE
Carbonsteel | Alloy steel Stainless steel | castiron | Copperalioy | U™ | Titanium alloy | TR fesStan
~40HRC ~50HRC ~55HRC ~65HRC Nealr et e alloy alloy
©) ©) ©) ©)
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[ L] |

| Flat End Mill |

PT) LS5
4 Flutes Standard

LB DMEINT

Side Face Machining

SELHETIBMINT
Step Shoulder Machining

BT EHEINT

Straight Slot Machining

WA T#AEHER/Workpiece material recommendation o

EEES
Very Suitable

i)

HRC65-FE
[E— Picturel
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HEARF
WAELES] Bse Sz 1% PEAFIRES ZRES
Milling cutter model DI VIR W BE Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Flute Length(l) |Shank Diameter(d) Overall Length(L)
FE-1.0-50-4F 1 3 4 50 4 [ J 1
FE-1.5-50-4F 15 45 4 50 4 [ J 1
FE-2.0-50-4F 2 6 4 50 4 [ J 1
FE-2.5-50-4F 25 75 4 50 4 [ J i
FE-3.0-50-4F 3 9 4 50 4 [ ] 1
FE-3.5-50-4F 35 10 4 50 4 [J 1
FE-4.0-50-4F 4 10 4 50 4 [ J 2
FES-1.0-50-4F 1 3 6 50 4 ® i
FES-1.5-50-4F 15 4.5 6 50 4 L 1
FES-2.0-50-4F 2 6 6 50 4 L J i
FES-25-50-4F 25 75 6 50 4 [ J 1
FES-3.0-50-4F 3 9 6 50 4 [ ] i
FES-3.5-50-4F 35 10 6 50 4 [ J 1
FES-4.0-50-4F 4 10 6 50 4 [ ] 1
FES-5.0-50-4F 5 13 6 50 4 [ J 1
FES-6.0-50-4F 6 5 6 50 4 [ J 2
FE-7.0-60-4F 7 18 8 60 4 [ J 1
FE-8.0-60-4F 8 20 8 60 4 L J 2
FE-10-75-4F 10 25 10 75 4 [ J 2
FE-12-75-4F 12 30 12 75 4 [ J 2
FE-14-100-4F 14 45 14 100 4 [ J 2
FE-16-100-4F 16 45 16 100 4 L 2
FE-18-100-4F 18 45 18 100 4 [ ] 2
FE-20-100-4F 20 45 20 100 4 [ 2
® BEAfG  OJR4f

@ Standard Stock  OProduce by order

Suitable

T BN %% aoe has
RN EEW Pre-hardened steel, hardened steel RGN RBEY LS = Hhad )
c A 4 Aluminum — Heat resistant
arbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NesiEr @i e alloy alloy
O O © ©
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Flutes Extra Long

HRC65-FE

Fki7]

Flat End Mill

S DMENT
Side Face Machining

PRI AT
Step Shoulder Machining

P ERENT
Straight Slot Machining

~

E— Ppicturel
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0% |
El—  Picture2
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FEA R
L) Basic Size T FEFFIRAS ZIRES
Milling cutter model DI VIR Wz B Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
FE-4.0-75-4F 4 16 4 75 4 [ 2
FES-6.0-75-4F 6 24 6 75 4 [ ] 2
FE-7.0-75-4F 7 28 8 75 4 o 1
FE-8.0-75-4F 8 30 8 75 4 [ ] 2
FE-4.0-100-4F 4 20 4 100 4 [ ] 2
FES-6.0-100-4F 6 30 6 100 4 [ ] 2
FE-8.0-100-4F 8 35 8 100 4 [ ] 2
FE-10-100-4F 10 40 10 100 4 [ ] 2
FE-12-100-4F 12 45 12 100 4 [ ] 2
FE-8.0-150-4F 8 40 8 150 4 [ ] 2
FE-10-150-4F 10 60 10 150 4 [ J 2
FE-12-150-4F 12 60 12 150 4 [ 2
FE-16-150-4F 16 75 16 150 4 [ ] 2
FE-18-150-4F 18 75 18 150 4 [ 2
FE-20-150-4F 20 75 20 150 4 [ J 2
® EEAEF OmTHE4S
@ Standard Stock  OProduce by order
Y WIN H M H T Ea
IR EHETE/Workpiece material recommendation 0. Ok

TR . A %% N has
RN AEWN Pre-hardened steel, hardened steel TGN PREBEG HEe = “®ad e
3 4 Aluminum - Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NGGIEr 65 e alloy alloy
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High Performance Carbide Ball nose End Mill

B Nz

BN Series

High-Precision Profile Modeling Machining

- HRC45-2775K71 /4738 7]

(HRCA5-2 Flute Ballnose/d Flute Balinose)

- HRC55-2778Kk7]/4738k7]

{HRCS55-2 Flute Ballnose/d Flute Balinose)

- HRCe0-27]8K7]/4718kT]

{HRCED-2 Flute Baflnosefd Flute Ballnase)

- HRC65-2718k 7] /471Ek7]

(HRCE5-2 Flute Ballnose/d Flute Balinose)

2TIK 7] 1 Y
2 Flute Ballnose i | 4 Flute Ballnose
BT SRS AR 4 R EEFNEEF) 7] O FRRTAY
SERABKTIPIgTT BR7Idiigit , AR
kiR S EmRE tDEIN TR B

Seamless connection between circumferential High strength combines with sharp
edge and ball edge ; Reasonable center design edge for ball edge center design, which
of ball edge greatly improve the surface quality properly handles the chips during milling.




Be Good

—JJEKSLITEET]
2 Flutes Standard

BRABRZNT BRAHEDBAENT BRI EREUENNT
Profile Machining Cavity Machining Slot Machining

HRC45-BN
[El— Picturel R
- TS J
10”‘(L —T
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. . El=  Picture2 R Q=J
° @ﬁH;B@}-‘_ - o _ DJ Z Igz
* Wide range of application \ﬁr 8 %
L & 2
AITIN | | To Jzsez 69 o it
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ERRT <
L) Basic Size DAL FETEIRAS ZIRET =
Milling cutter model Iz PIES Wiz B Number of Flute | Inventory status | Reference number —
Cutter Diameter(D) Flute Length(l) [Shank Diameter(d) Overall Length(L)
BN-1.0-50-2F-R0.5 1 2 4 50 2 [ J 1
BN-1.5-50-2F-R0.75 15 3 4 50 2 [ J 1
BN-2.0-50-2F-R1 2 4 4 50 2 [ ] 1
BN-25-50-2F-R1.25 25 5 4 50 2 ([ ] 1
BN-3.0-50-2F-R1.5 3 6 4 50 2 [ ] 1
BN-35-50-2F-R1.75 35 7 4 50 2 [ ] 1
BN-4.0-50-2F-R2 4 8 4 50 2 [ ] 2
BNS-1.0-50-2F-R0.5 1 2 6 50 2 ([ ] 1
BNS-1.5-50-2F-R0.75 15 3 6 50 2 [ ] 1
BNS-2.0-50-2F-R1 2 4 6 50 2 [ ] 1
BNS-3.0-50-2F-R1.5 3 6 6 50 2 [ 1
BNS-4.0-50-2F-R2 4 8 6 50 2 ([ ] 1
BNS-5.0-50-2F-R2.5 5 10 6 50 2 [ ] 1
BNS-6.0-50-2F-R3 6 12 6 50 2 (J 2
BN-8.0-60-2F-R4 8 16 8 60 2 [ ] 2
BN-10-75-2F-R5 10 20 10 75 2 ([ ] 2
BN-12-75-2F-R6 12 24 12 75 2 [ J 2
BN-16-100-2F-R8 16 32 16 100 2 ([ ] 2
BN-20-100-2F-R10 20 40 20 100 2 [ ] 2

® EEET OmJHAR™

@ Standard Stock  OProduce by order

WANT A1/ Workpiece material recommendation 055, 0%,

P ™M | K N S|
TAESN. FAEH ek e e
BREN HEW Pre-hardened steel, hardened steel REEN TREBSEG Has s gae [ RIS
Carbon steel | Alloy steel Stainless steel | castiron | Copper alloy UMINUM - fitanium alioy | e3¢ resstan
~40HRC ~50HRC ~55HRC ~65HRC NeElEr e e alloy alloy
© ©) ©) ©)
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Go Better

Z JINH<ERSLI7 %]
2 Flutes Extra Long

BRALRNT
Profile Machining

BRI
Cavity Machining

BRLHTIBREAENNT
Slot Machining

~

HRC45-BN
El— Picturel R
- ——JB= d
10”(L T
o
9=J B picture R
Z ° NG o
@) \ T
n L
(0]
Q
< AR
= B Baslie Sizz AL PEAPIRES ZIRE S
- Milling cutter model 74z T Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
BN-1.0-75-2F-R0.5 1 2 4 75 2 [ ] 1
BN-3.0-75-2F-R0.75 15 3 4 75 2 [ ] 1
BN-2.0-75-2F-R1 2 4 4 75 2 [ 1
BN-3.0-75-2F-R15 3 6 4 75 2 [ J 1
BN-4.0-75-2F-R2 4 8 4 75 2 [ ] 2
BNS-1.0-75-2F-R0.5 1 2 6 75 2 [ ] 1
BNS-1.5-75-2F-R0.75 15 3 6 75 2 [ J 1
BNS-1.0-75-2F-R1 2 4 6 75 2 [ J 1
BNS-3.0-75-2F-R1.5 3 6 6 75 2 [ ] 1
BNS-4.0-75-2F-R2 4 8 6 75 2 [ 1
BNS-5.0-75-2F-R2.5 5 10 6 75 2 [ J 1
BNS-6.0-75-2F-R3 6 12 6 75 2 [ 2
BN-4.0-100-2F-R2 4 8 4 100 2 [ 2
BNS-6.0-100-2F-R3 6 12 6 100 2 [ 2
BN-8.0-100-2F-R4 8 16 8 100 2 [ ] 2
BN-10-100-2F-R5 10 20 10 100 2 [ ] 2
BN-12-100-2F-R6 12 24 12 100 2 [ 2
BN-16-150-2F-R8 16 32 16 150 2 (] 2
BN-20-150-2F-R10 20 40 20 150 2 [ J 2
® EEEF  ORTBA

@ Standard Stock  OProduce by order
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WAN T AR/ Workpiecematerial recommendation 0%, O,
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TRAEEN . B o ane e
RN BEN Pre-hardened steel, hardened steel TG B Hae " & #ae |, WE 8 -
Carbonssteel |  Alloy steel Stainless steel | castiron | Copper alloy UMINUM. | Fitanium alloy | Fe2 resstan
~40HRC ~50HRC ~55HRC ~65HRC N @ e alloy alloy
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HRC45-BN

PO70Eksk37 5% T]
4 Flutes Standard

BRLEET]

Ball Nose End Mill

BRI

Profile Machining

BRELEETIEUEINT

Cavity Machining

BRI EREUENNT
Slot Machining

~

P

M | K

— Picturel
TS
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e — 10% r
B Picture2
o ————— N
L -
TR
PIIR S Basic Size T PEREIRAS SRS
Milling cutter model Iz I iz B Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) [Shank Diameter(d) Overall Length(L)

BN-1.0-50-4F-R0.5 1 2 4 50 4 O 1
BN-1.5-50-4F-R0.75 15 3 4 50 4 O 1

BN-2.0-50-4F-R1 2 4 4 50 4 O 1
BN-2.5-50-4F-R1.25 25 B 4 50 4 O 1
BN-3.0-50-4F-R1.5 3 6 4 50 4 O 1
BN-3.5-50-4F-R1.75 35 7 4 50 4 O 1

BN-4.0-50-4F-R2 4 8 4 50 4 @] 2
BNS-1.0-50-4F-R0.5 1 2 6 50 4 O 1
BNS-1.5-50-4F-R0.75 15 3 6 50 4 O 1

BNS-2.0-50-4F-R1 2 4 6 50 4 O 1
BNS-3.0-50-4F-R1.5 3 6 6 50 4 O 1

BNS-4.0-50-4F-R2 4 8 6 50 4 O 2
BNS-5.0-50-4F-R2.5 5 10 6 50 4 @] 1

BNS-6.0-50-4F-R3 6 12 6 50 4 O 2

BN-8.0-60-4F-R4 8 16 8 60 4 O 2

BN-10-75-4F-R5 10 20 10 75 4 O 2

BN-12-75-4F-R6 12 24 12 75 4 O 2
BN-16-100-4F-R8 16 32 16 100 4 (@] 2
BN-20-100-4F-R10 20 40 20 100 4 O 2

® EEET OTHBAS
@ Standard Stock OProduce by order
N drs] 1A . . . e ea
WA T#EHER/Workpiece material recommendation 05.,. 0%

REW
Carbon steel

AEN

Alloy steel

TR A

Pre-hardened steel, hardened steel

~40HRC

~50HRC

~55HRC

~65HRC

Stainless steel

e
sREshek

cast iron

REN

Nodular cast iron

HEE
Copper alloy

BEE
Aluminum
alloy

HKeEe
Titanium alloy

WHES
Heat resistant
alloy
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Go Better

WPRNILSESIVES YR

BRAGIANT BRI BRLHTIBREAENNT
4 F I u tes E Ct ra LO n g Profile Machining Cavity Machining Slot Machining

~

HRC45-BN
BE— Picturel
Sl ff—————1 Dl
N ari S
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Q=J Picture2
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== B Baslie Sizz AL PEAPIRES ZIRE S
- Milling cutter model 74z T Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
BN-1.0-75-4F-R0.5 1 2 4 75 4 O 1
BN-3.0-75-4F-R0.75 15 3 4 75 4 @) 1
BN-2.0-75-4F-R1 2 4 4 75 4 O 1
BN-3.0-75-4F-R15 3 6 4 75 4 O 1
BN-4.0-75-4F-R2 4 8 4 75 4 O 2
BNS-1.0-75-4F-R0.5 1 2 6 75 4 @) 1
BNS-1.5-75-4F-R0.75 15 3 6 75 4 O 1
BNS-1.0-75-4F-R1 2 4 6 75 4 O 1
BNS-3.0-75-4F-R1.5 3 6 6 75 4 O 1
BNS-4.0-75-4F-R2 4 8 6 75 4 O 1
BNS-5.0-75-4F-R2.5 5 10 6 75 4 O 1
BNS-6.0-75-4F-R3 6 12 6 75 4 O 2
BN-4.0-100-4F-R2 4 8 4 100 4 (@] 2
BNS-6.0-100-4F-R3 6 12 6 100 4 (@) 2
BN-8.0-100-4F-R4 8 16 8 100 4 O 2
BN-10-100-4F-R5 10 20 10 100 4 @) 2
BN-12-100-4F-R6 12 24 12 100 4 O 2
BN-16-150-4F-R8 16 32 16 150 4 O 2
BN-20-150-4F-R10 20 40 20 150 4 O 2

® TEEGF OMITHEAE™
@ Standard Stock  OProduce by order

WO T4 RUETE/Workpiece material recommendation 05, Ot

P M | K N S]

— nwd. rEn F%

PN _ A A HEE A WHES
BRERW &£ Pre-hardened steel, hardened steel REH REBFHE HEE A REE 5
. : Aluminum - Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~ 40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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2 Flutes Standard

BRZINT
Profile Machining

BRHEIBENT
Cavity Machining

BRELETIEREUEINT

Slot Machining

HRC55-BN
El—  Picturel R
. TS d
105 T
L

9]

B Picture2 R Q
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* Wide range of applications \ T o)
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L) Basic Size DAL FETEIRAS ZIRET =

Milling cutter model Iz PIES Wiz B Number of Flute | Inventory status | Reference number —

Cutter Diameter(D) Flute Length(l) [Shank Diameter(d) Overall Length(L)
BN-1.0-50-2F-R0.5 1 2 4 50 2 [ J 1
BN-1.5-50-2F-R0.75 15 3 4 50 2 [ J 1
BN-2.0-50-2F-R1 2 4 4 50 2 [ 1
BN-2.5-50-2F-R1.25 25 5 4 50 2 [ 1
BN-3.0-50-2F-R1.5 3 6 4 50 2 ([ ] 1
BN-3.5-50-2F-R1.75 35 7 4 50 2 [ 1
BN-4.0-50-2F-R2 4 8 4 50 2 ([ ] 2
BNS-1.0-50-2F-R0.5 1 2 6 50 2 [ 1
BNS-1.5-50-2F-R0.75 15 3 6 50 2 [ ] 1
BNS-2.0-50-2F-R1 2 4 6 50 2 ([ ] 1
BNS-3.0-50-2F-R1.5 3 6 6 50 2 ([ ] 1
BNS-4.0-50-2F-R2 4 8 6 50 2 [ J 1
BNS-5.0-50-2F-R2.5 5 10 6 50 2 [ J 1
BNS-6.0-50-2F-R3 6 12 6 50 2 [ ] 2
BN-8.0-60-2F-R4 8 16 8 60 2 [ ] 2
BN-10-75-2F-R5 10 20 10 75 2 [ 2
BN-12-75-2F-R6 12 24 12 75 2 [ J 2
BN-16-100-2F-R8 16 32 16 100 2 [ ] 2
BN-20-100-2F-R10 20 40 20 100 2 [ ] 2
® EEEF  OmiJs4ef

@ Standard Stock  OProduce by order

WD T+ #HEF/Workpiece material recommendation o %55,

BEG
Suitable

P M K N S
TEW. FEN Hek T cee N
[zl AEW Pre-hardened steel, hardened steel REH PRELEL Hae = “Hae AE
X i Aluminum B Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC Nodular cast iron alloy alloy
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Go Better

BRLGETIEUEINT BRELHETIBREUENNT

Cavity Machining Slot Machining

— DSBSz 5% T]

BRGRNT
Profile Machining

2 Flutes Extra Long

HRC55-BN
El— Picturel R
. —— IS d
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Q B~  Picture2 R
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> BETII 5 Basic Size I PEREIRAS SIS
— Milling cutter model 74z T Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
BN-1.0-75-2F-R0.5 1 2 4 75 2 [ ] 1
BN-3.0-75-2F-R0.75 15 3 4 75 2 [ ] 1
BN-2.0-75-2F-R1 2 4 4 75 2 [ J 1
BN-3.0-75-2F-R15 3 6 4 75 2 [ J 1
BN-4.0-75-2F-R2 4 8 4 75 2 [ ] 2
BNS-1.0-75-2F-R0.5 1 2 6 75 2 [ 1
BNS-1.5-75-2F-R0.75 15 3 6 75 2 [ J 1
BNS-1.0-75-2F-R1 2 4 6 75 2 [ J 1
BNS-3.0-75-2F-R1.5 3 6 6 75 2 [ 1
BNS-4.0-75-2F-R2 4 8 6 75 2 [ 1
BNS-5.0-75-2F-R2.5 5 10 6 75 2 [ ] 1
BNS-6.0-75-2F-R3 6 12 6 75 2 [ ] 2
BN-4.0-100-2F-R2 4 8 4 100 2 [ ] 2
BNS-6.0-100-2F-R3 6 12 6 100 2 [ ] 2
BN-8.0-100-2F-R4 8 16 8 100 2 [ ] 2
BN-10-100-2F-R5 10 20 10 100 2 [ ] 2
BN-12-100-2F-R6 12 24 12 100 2 [ ] 2
BN-16-150-2F-R8 16 32 16 150 2 [ 2
BN-20-150-2F-R10 20 40 20 150 2 [ J 2
® EEAEF  OmTHLES

@ Standard Stock  OProduce by order

E&
Suitable

W+ #HEZ/Workpiece material recommendation o455,

TR, FER Fk T cse VDN
RN 5EW Pre-hardened steel, hardened steel TREES RBEH HEe = YOS A
. i Aluminum —, Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC Nodular cast iron alloy alloy
© © ©) © © ©) ©
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PO70Eksk37 5% T]
4 Flutes Standard

BRI BRLEETDEUEINT BRELETIBREUEINT

Profile Machining Cavity Machining Slot Machining

HRC55-BN
El— Picturel
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10\1§(L —,r

o

Bl—  Picture2 Q_J
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L) Basic Size DAL FETEIRAS ZIRET =

Milling cutter model Iz PIES Wiz B Number of Futer | Inventory status | Reference number —

Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)

BN-1.0-50-4F-R0.5 1 2 4 50 4 [ J 1
BN-1.5-50-4F-R0.75 15 3 4 50 4 [ J 1
BN-2.0-50-4F-R1 2 4 4 50 4 [ ] 1
BN-2.5-50-4F-R1.25 25 5 4 50 4 [ ] 1
BN-3.0-50-4F-R15 3 6 4 50 4 [ ] 1
BN-3.5-50-4F-R1.75 &5 7 4 50 4 [ ] 1
BN-4.0-50-4F-R2 4 8 4 50 4 [ ] 2
BNS-1.0-50-4F-R0.5 1 2 6 50 4 O 1
BNS-1.5-50-4F-R0.75 15 3 6 50 4 O 1
BNS-2.0-50-4F-R1 2 4 6 50 4 @) 1
BNS-3.0-50-4F-R15 3 6 6 50 4 O 1
BNS-4.0-50-4F-R2 4 8 6 50 4 O 1
BNS-5.0-50-4F-R2.5 5 10 6 50 4 @] 1
BNS-6.0-50-4F-R3 6 12 6 50 4 @) 2
BN-8.0-60-4F-R4 8 16 8 60 4 [ ] 2
BN-10-75-4F-R5 10 20 10 75 4 [ ] 2
BN-12-75-4F-R6 12 24 12 75 4 [ ] 2
BN-16-100-4F-R8 16 32 16 100 4 [ 2
BN-20-100-4F-R10 20 40 20 100 4 [ ] 2

® EEETF OmJH4AR”

@ Standard Stock  OProduce by order

WA T AR/ Workpiece material recommendation 05, 0%,

P M| K N B

TRAEEN. BN B wmas A
RN AEW Pre-hardened steel, hardened steel T4 PREBEG Hae & “Hae AE
X i Aluminum B Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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Go Better

PO ER LT85T & B 048

RGN BRI BRLH I BREAENNT
4 F I u teS EXt ra LO n g Profile Machining Cavity Machining Slot Machining

HRC55-BN \
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— Milling cutter model 74z T Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Flete Length(l) |Shank Diameter(d) |Overall Length(L)
BN-1.0-75-4F-R0.5 1 2 4 75 4 [ ] 1
BN-3.0-75-4F-R0.75 15 3 4 75 4 ([ ] 1
BN-2.0-75-4F-R1 2 4 4 75 4 [ 1
BN-3.0-75-4F-R15 3 6 4 75 4 [ J 1
BN-4.0-75-4F-R2 4 8 4 75 4 [ ] 2
BNS-1.0-75-4F-R0.5 1 2 6 75 4 [ ] 1
BNS-1.5-75-4F-R0.75 15 3 6 75 4 [ J 1
BNS-1.0-75-4F-R1 2 4 6 75 4 O 1
BNS-3.0-75-4F-R15 3 6 6 75 4 O 1
BNS-4.0-75-4F-R2 4 8 6 75 4 @) 1
BNS-5.0-75-4F-R2.5 5 10 6 75 4 O 1
BNS-6.0-75-4F-R3 6 12 6 75 4 O 2
BN-4.0-100-4F-R2 4 8 4 100 4 O 2
BNS-6.0-100-4F-R3 6 12 6 100 4 @) 2
BN-8.0-100-4F-R4 8 16 8 100 4 [ 2
BN-10-100-4F-R5 10 20 10 100 4 [ ] 2
BN-12-100-4F-R6 12 24 12 100 4 [ ] 2
BN-16-150-4F-R8 16 32 16 150 4 [ 2
BN-20-150-4F-R10 20 40 20 150 4 [ J 2

® TEEGF OMITHEAE™
@ Standard Stock  OProduce by order

HWINT#4FHETE/Workpiece material recommendation 05, Ot

P M | K N S]

TR AR &k PN e
BRERW AW Pre-hardened steel, hardened steel IR RBEH e = POV e
. i Aluminum - Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

©) ©) ©) ©) ©) ©) ©
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2 Flutes Standard

BRI

Profile Machining

BRLEETI BN T

Cavity Machining

BRI EREUENNT
Slot Machining

WANT##HETE/Workpiece material recommendation 0&%,..

Ofa
Suitable

@ Standard Stock  OProduce by order

HRCG60-BN
BE—  Picturel R
. TS J
105 T
L
o
. - El=  Picture2 R g_,)
« EFSEES . - = o - _ .
_ . Z Bk
® Wide range of application \ﬁr O <
L s %
) E
nACo 3 Black: % g-l f%
2 J]
L) Basic Size DAL FETEIRAS ZIRET =
Milling cutter model Iz PIES iz B Number of Flute | Inventory status | Reference number —_—
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)
BN-1.0-50-2F-R0.5 1 2 4 50 2 [ 1
BN-1.5-50-2F-R0.75 15 3 4 50 2 [ ] 1
BN-2.0-50-2F-R1 2 4 4 50 2 [ ] 1
BN-2.5-50-2F-R1.25 25 5 4 50 2 ([ ] 1
BN-3.0-50-2F-R1.5 3 6 4 50 2 [ ] 1
BN-3.5-50-2F-R1.75 85 7 4 50 2 ([ ] 1
BN-4.0-50-2F-R2 4 8 4 50 2 [ ] 2
BNS-1.0-50-2F-R0.5 1 2 6 50 2 @) 1
BNS-1.5-50-2F-R0.75 15 3 6 50 2 (©] 1
BNS-2.0-50-2F-R1 2 4 6 50 2 (@] 1
BNS-3.0-50-2F-R15 3 6 6 50 2 (@] 1
BNS-4.0-50-2F-R2 4 8 6 50 2 O 1
BNS-5.0-50-2F-R2.5 5 10 6 50 2 o 1
BNS-6.0-50-2F-R3 6 12 6 50 2 o 2
BN-8.0-60-2F-R4 8 16 8 60 2 [ ] 2
BN-10-75-2F-R5 10 20 10 75 2 [ ] 2
BN-12-75-2F-R6 12 24 12 75 2 [ 2
BN-16-100-2F-R8 16 32 16 100 2 [ ] 2
BN-20-100-2F-R10 20 40 20 100 2 [ ] 2
® EEEF  OmiJs4ef

TR, AR %% wae e
W A& Pre-hardened steel, hardened steel TN IRBEEG HEE = Had S
R 4 Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC NEEblEr @i alloy alloy
©) O O ©

A

P6
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tIHISEL
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BRAGRANT BRI BRLHETIBREAENNT
2 F I u teS EXt ra LO n g Profile Machining Cavity Machining Slot Machining

HRC60-BN \

BE—  Picturel R
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Q_J E—  Picture2 R
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gj nACo 3 Black
Q
Z . HAR
= BETII 5 Basic Size b PEAEIRAS SIS
— Milling cutter model 74z T Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
BN-1.0-75-2F-R0.5 1 2 4 75 2 [ ] 1
BN-3.0-75-2F-R0.75 15 3 4 75 2 [ ] 1
BN-2.0-75-2F-R1 2 4 4 75 2 [ J 1
BN-3.0-75-2F-R15 3 6 4 75 2 [ J 1
BN-4.0-75-2F-R2 4 8 4 75 2 [ ] 2
BNS-1.0-75-2F-R0.5 1 2 6 75 2 (] 1
BNS-1.5-75-2F-R0.75 15 3 6 75 2 O 1
BNS-1.0-75-2F-R1 2 4 6 75 2 O 1
BNS-3.0-75-2F-R1.5 3 6 6 75 2 O 1
BNS-4.0-75-2F-R2 4 8 6 75 2 @) 1
BNS-5.0-75-2F-R2.5 5 10 6 75 2 O 1
BNS-6.0-75-2F-R3 6 12 6 75 2 @) 2
BN-4.0-100-2F-R2 4 8 4 100 2 ([ ] 2
BNS-6.0-100-2F-R3 6 12 6 100 2 ([ ] 2
BN-8.0-100-2F-R4 8 16 8 100 2 [ 2
BN-10-100-2F-R5 10 20 10 100 2 [ ] 2
BN-12-100-2F-R6 12 24 12 100 2 [ ] 2
BN-16-150-2F-R8 16 32 16 150 2 [ ] 2
BN-20-150-2F-R10 20 40 20 150 2 [ J 2

® TEEGF OMITHEAE™
@ Standard Stock  OProduce by order

WAN T A4/ Workpiece material recommendation 055.,. O%,.

FEENET T % wae SN
W AEW Pre-hardened steel, hardened steel TN RBEG HEs = Hhad =
A 4 Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC Ny alloy alloy
©) O ©) ©

ol introduction
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BBt

Ball Nose

End Mill |

4 Flutes Standard HLOINT BB BRLEA BRI T
Ball Nose End Mill for Profile Machining  Ball Nose End Mill for Cavity Machining Ball Nose End Mill for Slot Machining
— Picturel
o o|
{
—dl 05 |
El—  Picture2
o [ N
L B
nACo 3 Black %
HEA R
L) Basic Size DAL FETEIRAS ZIRET
Milling cutter model Iz PIES Wiz B Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)

BN-01-50-4F-R0.5 1 2 4 50 4 O 1

BN-1.5-50-4F-R0.75 15 3 4 50 4 O 1

BN-02-50-4F-R1 2 4 4 50 4 @) 1

BN-2.5-50-4F-R1.25 25 5 4 50 4 @) 1

BN-03-50-4F-R15 3 6 4 50 4 (@] 1

BN-3.5-50-4F-R1.75 8i5) 7 4 50 4 O 1

BN-04-50-4F-R2 4 8 4 50 4 O 2

BNS-01-50-4F-R0.5 1 2 6 50 4 @) 1

BNS-1.5-50-4F-R0.75 15 3 6 50 4 o 1

BNS-02-50-4F-R1 2 4 6 50 4 @) 1

BNS-03-50-4F-R1.5 3 6 6 50 4 O 1

BNS-04-50-4F-R2 4 8 6 50 4 O 1

BNS-05-50-4F-R2.5 5 10 6 50 4 O 1

BNS-06-50-4F-R3 6 12 6 50 4 O 2

BN-08-60-4F-R4 8 16 8 60 4 o 2

BN-10-75-4F-R5 10 20 10 75 4 (@] 2

BN-12-75-4F-R6 12 24 12 75 4 @) 2

BN-16-100-4F-R8 16 32 16 100 4 O 2

BN-20-100-4F-R10 20 40 20 100 4 O 2

® EEEF  OmiJs4ef

WANTHAEHER/Workpiece material recommendation 0 %...

O

@ Standard Stock  OProduce by order

B&
Suitable

TN BED %% VN N
RN BEN Pre-hardened steel, hardened steel TEER PR FEde & “Gae e
8 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC NGGIEr s e alloy alloy
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BRAGRANT BRI BRLH I BREAENNT
4 F I u teS EXt ra LO n g Profile Machining Cavity Machining Slot Machining

HRC60-BN \

— Picturel
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Q B Picture
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Z . HAR
= BETII 5 Basic Size b PEAEIRAS SIS
— Milling cutter model 74z T Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
BN-1.0-75-4F-R0.5 1 2 4 75 4 O 1
BN-3.0-75-4F-R0.75 15 3 4 75 4 @) 1
BN-2.0-75-4F-R1 2 4 4 75 4 O 1
BN-3.0-75-4F-R15 3 6 4 75 4 O 1
BN-4.0-75-4F-R2 4 8 4 75 4 O 1
BNS-1.0-75-4F-R0.5 1 2 6 75 4 @) 2
BNS-1.5-75-4F-R0.75 15 3 6 75 4 O 1
BNS-1.0-75-4F-R1 2 4 6 75 4 O 1
BNS-3.0-75-4F-R1.5 3 6 6 75 4 O 1
BNS-4.0-75-4F-R2 4 8 6 75 4 @) 1
BNS-5.0-75-4F-R2.5 5 10 6 75 4 O 2
BNS-6.0-75-4F-R3 6 12 6 75 4 @) 1
BN-4.0-100-4F-R2 4 8 4 100 4 O 2
BNS-6.0-100-4F-R3 6 12 6 100 4 @) 2
BN-8.0-100-4F-R4 8 16 8 100 4 O 2
BN-10-100-4F-R5 10 20 10 100 4 @) 2
BN-12-100-4F-R6 12 24 12 100 4 O 2
BN-16-150-4F-R8 16 32 16 150 4 @) 2
BN-20-150-4F-R10 20 40 20 150 4 O 2

® TEEGF OMITHEAE™
@ Standard Stock  OProduce by order

WA T AR/ Workpiece material recommendation 0%, O,

eveesswew ]
(P) M| K N 's)

TEN. BT %% . s
RN BEN Pre-hardened steel, hardened steel T4 PRI Fae 8 Ghas e
A 4 Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron
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B
| Ball Nose End Mill |

—JJEKSLITEET]
2 Flutes Standard

BRI

Profile Machining

BRLBETIEUEINT

Cavity Machining

BRI EREUENNT
Slot Machining

B—  Picturel R
. S J
105
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09)
: Picture2 R Q)
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* Wide range of application ] B — (@)
wn
D
nACo 3 Blue % g-l
o
TR Z
PIIR S Basic Size T PEAEARAS BIRE S ==
Milling cutter model Iz PIES Wiz B Number of Flute | Inventory status | Reference number —_—
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)
BN-1.0-50-2F-R0.5 1 2 4 50 2 [} 1
BN-1.5-50-2F-R0.75 15 3 4 50 2 [} 1
BN-2.0-50-2F-R1 2 4 4 50 2 [ ] 1
BN-2.5-50-2F-R1.25 25 B 4 50 2 [ ] 1
BN-3.0-50-2F-R1.5 3 6 4 50 2 [ ] 1
BN-3.5-50-2F-R1.75 35 7 4 50 2 [ ] 1
BN-4.0-50-2F-R2 4 8 4 50 2 [ ] 2
BNS-1.0-50-2F-R0.5 1 2 6 50 2 O 1
BNS-1.5-50-2F-R0.75 15 3 6 50 2 (@] 1
BNS-2.0-50-2F-R1 2 4 6 50 2 O 1
BNS-3.0-50-2F-R1.5 3 6 6 50 2 O 1
BNS-4.0-50-2F-R2 4 8 6 50 2 O 2
BNS-5.0-50-2F-R2.5 5 10 6 50 2 (@] 1
BNS-6.0-50-2F-R3 6 12 6 50 2 O 2
BN-8.0-60-2F-R4 8 16 8 60 2 [ ] 2
BN-10-75-2F-R5 10 20 10 75 2 [ ] 2
BN-12-75-2F-R6 12 24 12 75 2 [} 2
BN-16-100-2F-R8 16 32 16 100 2 [ ] 2
BN-20-100-2F-R10 20 40 20 100 2 [} 2
® EEET OTHBAS
@ Standard Stock  OProduce by order
WANTHAEHER/Workpiece material recommendation 0%, O,

TN BT %% VN e
RN BEN Pre-hardened steel, hardened steel THN PR oS & Hae e
8 H Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NGGIEr s e alloy alloy
O O ©) O
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BRI BRI BRLHBREAENNT
2 F I u teS EXt ra LO n g Profile Machining Cavity Machining Slot Machining

HRC65-BN
El—  Picturel R
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s Milling cutter model 74z T Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
BN-1.0-75-2F-R0.5 1 2 4 75 2 (] 1
BN-3.0-75-2F-R0.75 1.5 3 4 75 2 (] 1
BN-2.0-75-2F-R1 2 4 4 75 2 [ ] 1
BN-3.0-75-2F-R15 3 6 4 75 2 [ ] 1
BN-4.0-75-2F-R2 4 8 4 75 2 [ J 2
BNS-1.0-75-2F-R0.5 1 2 6 75 2 (@] 1
BNS-1.5-75-2F-R0.75 15 3 6 75 2 O 1
BNS-1.0-75-2F-R1 2 4 6 75 2 O 1
BNS-3.0-75-2F-R15 3 6 6 75 2 o 1
BNS-4.0-75-2F-R2 4 8 6 75 2 (@] 1
BNS-5.0-75-2F-R2.5 5 10 6 75 2 @) 1
BNS-6.0-75-2F-R3 6 12 6 75 2 (@) 2
BN-4.0-100-2F-R2 4 8 4 100 2 [ ] 2
BNS-6.0-100-2F-R3 6 12 6 100 2 [ ] 2
BN-8.0-100-2F-R4 8 16 8 100 2 ([ ] 2
BN-10-100-2F-R5 10 20 10 100 2 (] 2
BN-12-100-2F-R6 12 24 12 100 2 [ J 2
BN-16-150-2F-R8 16 32 16 150 2 [ ] 2
BN-20-150-2F-R10 20 40 20 150 2 [ ] 2

® TEEGF OMITHEAE™
@ Standard Stock  OProduce by order

WAN T A1t/ Workpiece material recommendation 0%, O

TE. AR EZS aoe s
[ 37 AEW Pre-hardened steel, hardened steel TN EREBSS HEd = Hhad Ve
A 3 Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NeaiEr @i alloy alloy
© O O ©)
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4 Flutes Standard
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Profile Machining Cavity Machining Slot Machining

HRC65-BN
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BIRS Fele Sz AR ¢ PEAARTS ZIRE S =
Milling cutter model Iz PIES iz B Number of Flute | Inventory status | Reference number —_—
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)
BN-1.0-50-4F-R0.5 1 2 4 50 4 O 1
BN-1.5-50-4F-R0.75 15 3 4 50 4 O 1
BN-2.0-50-4F-R1 2 4 4 50 4 (@] 1
BN-2.5-50-4F-R1.25 25 5 4 50 4 (@) 1
BN-3.0-50-4F-R15 3 6 4 50 4 O 1
BN-3.5-50-4F-R1.75 315, 7 4 50 4 O 1
BN-4.0-50-4F-R2 4 8 4 50 4 (@] 2
BNS-1.0-50-4F-R0.5 1 2 6 50 4 O 1
BNS-1.5-50-4F-R0.75 15 3 6 50 4 O 1
BNS-2.0-50-4F-R1 2 4 6 50 4 (@) 1
BNS-3.0-50-4F-R1.5 3 6 6 50 4 @] 1
BNS-4.0-50-4F-R2 4 8 6 50 4 O 1
BNS-5.0-50-4F-R2.5 5 10 6 50 4 O 1
BNS-6.0-50-4F-R3 6 12 6 50 4 O 2
BN-8.0 -60-4F-R4 8 16 8 60 4 (©] 2
BN-10-75-4F-R5 10 20 10 75 4 O 2
BN-12-75-4F-R6 12 24 12 75 4 ) 2
BN-16-100-4F-R8 16 32 16 100 4 O 2
BN-20-100-4F-R10 20 40 20 100 4 (@] 2

® EEETF OmJH4AR™

@ Standard Stock  OProduce by order

WA T AR/ Workpiece material recommendation 0%, 0.

TN BED %% VN N
RN BEN Pre-hardened steel, hardened steel TEER PR FEde & “Gae e
8 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NGGIEr s e alloy alloy
O O O O
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[E]— Picturel
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— Milling cutter model 74z T Wiz MK Number of edges | Inventory status | Reference number
Flute Diameter(d) | Flete Length(l) |Shank Diameter(D) |Overall Length(L)
BN-1.0-75-4F-R0.5 1 2 4 75 4 O 1
BN-1.5-75-4F-R0.75 15 3 4 75 4 @) 1
BN-2.0-75-4F-R1 2 4 4 75 4 O 1
BN-3.0-75-4F-R15 3 6 4 75 4 O 1
BN-4.0-75-4F-R2 4 8 4 75 4 @) 2
BNS-1.0-75-4F-R0.5 1 2 6 75 4 @) 1
BNS-1.5-75-4F-R0.75 15 3 6 75 4 O 1
BNS-1.0-75-4F-R1 2 4 6 75 4 O 1
BNS-3.0-75-4F-R1.5 3 6 6 75 4 o 1
BNS-4.0-75-4F-R2 4 8 6 75 4 (@] 2
BNS-5.0-75-4F-R2.5 5 10 6 75 4 @) 1
BNS-6.0-75-4F-R3 6 12 6 75 4 o 2
BN-4.0-100-4F-R2 4 8 4 100 4 O 2
BNS-6.0-100-4F-R3 6 12 6 100 4 @) 2
BN-8.0-100-4F-R4 8 16 8 100 4 O 2
BN-10-100-4F-R5 10 20 10 100 4 @) 2
BN-12-100-4F-R6 12 24 12 100 4 o 2
BN-16-150-4F-R8 16 32 16 150 4 (@] 2
BN-20-150-4F-R10 20 40 20 150 4 O 2

® TEEGF OMITHEAE™
@ Standard Stock  OProduce by order

WA T A1/ Workpiece material recommendation 055, O%,.

FEENET T % wae SN
W AEW Pre-hardened steel, hardened steel TN RBEG HEs = Hhad =
A 4 Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~B5HRC ~65HRC Ny alloy alloy
© O O ©)

B RIRE — P7  {IHISE — P99
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High Performance Carbide End Mill for CR series

Kiig , BIERE

Large core diameter, more stable

Aigigse ) BNt SinEl | B

Greatly increase rigidity & anti-vibration, reduce breakage

- HRC45-47]EI&7]

(HRC45-4 Flute Corner Radius)

- HRC55-47][HEE7]

(HRC55-4 Flute Corner Radius)

- HRC60-47]HE7]

(HRCED-4 Flute Corner Radius)

- HRC65-47][EE7]

(HRCE5-4 Flute Corner Radius)
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| Corner Radius End Mill |

4 Flutes Standard
HRC45-CR \
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9-. Milling cutter model 74z DIRS Wiz J=8iS Number of Flute | Inventory status | Reference number
EIJ-L( C Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L)
~ I('nl'l CR-3.0-50-4F-R0.2 3 9 4 50 4 [ ] 1
:E?E -] CR-3.0-50-4F-R0.5 3 9 4 50 4 [ ] 1
7] Q CR-4.0-50-4F-R0.2 4 10 4 50 4 [ ] 2
5. CR-4.0-50-4F-R0.5 4 10 4 50 4 [ ] 2
= CR-4.0-50-4F-R1 4 10 4 50 4 ° 2
CRS-5.0-50-4F-R0.5 5 13 6 50 4 [ ] 1
CRS-5.0-50-4F-R1 5 13 6 50 4 [ ] 1
CRS-6.0-50-4F-R0.2 6 15 6 50 4 [ 2
CRS-6.0-50-4F-R0.5 6 15 6 50 4 [ J 2
CRS-6.0-50-4F-R1 6 15 6 50 4 [ 2
CR-8.0-60-4F-R0.5 8 20 8 60 4 [ J 2
CR-8.0-60-4F-R1 8 20 8 60 4 [ 2
CR-8.0-60-4F-R1.5 8 20 8 60 4 [ ] 2
CR-10-75-4F-R0.5 10 25 10 75 4 [ J 2
CR-10-75-4F-R1 10 25 10 75 4 [ 2
CR-10-75-4F-R15 10 25 10 75 4 [ ] 2
CR-10-75-4F-R2 10 25 10 75 4 [ ] 2
CR-10-75-4F-R25 10 25 10 75 4 [ ] 2
CR-10-75-4F-R3 10 25 10 75 4 [ J 2
CR-12-75-4F-R0.5 12 30 12 75 4 [ J 2
CR-12-75-4F-R1 12 30 12 75 4 [ J 2
CR-12-75-4F-R15 12 30 12 75 4 [ 2

® EEEF OJBAR

@ Standard Stock  OProduce by order

WA T EHER/Workpiece material recommendation 0%, O,

- wweemoweewsen
P| M | K N/ B

FE. A F% N O
KRN E£W Pre-hardened steel, hardened steel TEHN B Fae = “®ad G
3 H Aluminum _— Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

O ©) ©) ©) ©)
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| Corner Radius End Mill |

PU7]EEMA 57

4 Flutes Standard ESEIMENT ERNGEIENT EBGEIANT
Side Face Machining Step Shoulder Machining Straight Slot Machining
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10“31(L
B Picture2
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SoEEEE g
W
FEARSF po)
L Basic Size T PEAEARAS SIS )
Milling cutter model 7Tz DIRS Wiz J=8iS Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L) C
CR-12-75-4F-R2 12 30 12 75 4 [ J 2 (I'nl'l
CR-12-75-4F-R2.5 12 30 12 75 4 ([ ] 2 >
CR-12-75-4F-R3 12 30 12 75 4 [ ] 2 Q
CR-14-75-4F-R0.5 14 35 14 75 4 [ 2 g
CR-14-75-4F-R1 14 35 14 75 4 [ ] 2 =
CR-14-75-4F-R2 14 35 14 75 4 ([ ] 2
CR-16-100-4F-R0.5 16 45 16 100 4 [ ] 2
CR-16-100-4F-R1 16 45 16 100 4 [ ] 2
CR-16-100-4F-R2 16 45 16 100 4 ([ ] 2
CR-16-100-4F-R3 16 45 16 100 4 ([ ] 2
CR-18-100-4F-R0.5 18 45 18 100 4 [ ] 2
CR-18-100-4F-R1 18 45 18 100 4 [ ] 2
CR-18-100-4F-R2 18 45 18 100 4 [ ] 2
CR-18-100-4F-R3 18 45 18 100 4 [ ] 2
CR-20-100-4F-R0.5 20 45 20 100 4 [ ] 2
CR-20-100-4F-R1 20 45 20 100 4 ([ ] 2
CR-20-100-4F-R2 20 45 20 100 4 [ ] 2
CR-20-100-4F-R3 20 45 20 100 4 [ ] 2

@ EEES OfTHAM
@ Standard Stock  OProduce by order

WANTA4RHER/Workpiece material recommendation 0%, OZ%,.

P| M | K N B

TR AR e e e
RN Ea Pre-hardened steel, hardened steel T4HR REBLS Fee = “®as A
R 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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| Corner Radius End Mill |

ESMEEIUEINT BESMsE7IEINT ESMsE5RINT
4 F I u tes EXtra LO n g Side Face Machining Step Shoulder Machining Straight Slot Machining

~

HRC45-CR
El— Picturel
Ri
kel n— — —— — 1 Dl
10“31(L
B Picture2
s - I
@) L
S <=_|| | AITIN % @
L
Y EERS
Q BETI S Basic Size UL PEAPIRES ZIRES
9—_ Milling cutter model 714z DIRS iR MK Number of Flute | Inventory status | Reference number
C Cutter Diameter(D)| Flute Length(l) |Shank Diameter(d) |Overall Length(L)
(I',I)'I CRS-3.0-75-4F-R0.2 3 12 6 75 4 [ ] 1
> CRS-3.0-75-4F-R0.5 3 12 6 75 4 ([ ] 1
Q CR-4.0-75-4F-R0.2 4 14 4 75 4 [ ] 2
g_ CR-4.0-75-4F-R0.5 4 14 4 75 4 [ ] 2
= CR-4.0-75-4F-R1 4 14 4 75 4 [ ] 2
CRS-5.0-75-4F-R0.5 5 15 6 75 4 [ ] 1
CRS-5.0-75-4F-R1 5 15 6 75 4 ® 1
CRS-6.0-75-4F-R0.2 6 20 6 75 4 (] 2
CRS-6.0-75-4F-R0.5 6 20 6 75 4 [ ] 2
CRS-6.0-75-4F-R1 6 20 6 75 4 [ J 2
CRS-6.0-75-4F-R15 6 20 6 75 4 [ J 2
CR-8.0-100-4F-R0.5 8 30 8 100 4 [ J 2
CR-8.0-100-4F-R1 8 30 8 100 4 [ ] 2
CR-8.0-100-4F-R15 8 30 8 100 4 [ ] 2
CR-8.0-100-4F-R2 8 30 8 100 4 [ ] 2
CR-10-100-4F-R0.5 10 30 10 100 4 ([ ] 2
CR-10-100-4F-R1 10 30 10 100 4 [ ] 2
CR-10-100-4F-R15 10 30 10 100 4 [ 2
CR-10-100-4F-R2 10 30 10 100 4 [ 2
CR-10-100-4F-R25 10 30 10 100 4 ([ ] 2
CR-10-100-4F-R3 10 30 10 100 4 [ 2
CR-12-100-4F-R0.5 12 35 12 100 4 [ 2

® ETEEGF  ORJB4AS

@ Standard Stock  OProduce by order

WIN T A BT/ Workpiece material recommendation 055 O%%..

P) ™M | K N S|

FRREGR . AR $HE EPON A
KRN E£W Pre-hardened steel, hardened steel TEHH B Fad = PO E
9 3 Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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| Corner Radius End Mill |

P97 MKz 5% ]
4 Flutes Extra Long

EBMsE I MENT [EIE AL ) BBt RN T
Side Face Machining Step Shoulder Machining Straight Slot Machining

HRC45-CR
[El— Picturel
Ri
© H——— — 1 Dl
10“31(L
B Picture2
- - I
L &
<=<_]| | AITIN % @ 2
=
AT py)
LT Basic Size % PEREIRAS SIES @
Milling cutter model Tz DIRS ik MK Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L) C
CR-12-100-4F-R1 12 35 12 100 4 [ ] 2 (I'nl'l
CR-12-100-4F-R1.5 12 35 12 100 4 [ ] 2 >
CR-12-100-4F-R2 12 35 12 100 4 [ ] 2 Q
CR-12-100-4F-R2.5 12 35 12 100 4 [ ] 2 g
CR-12-100-4F-R3 12 35 12 100 4 ° 2 =
CR-14-100-4F-R0.5 14 45 14 100 4 ([ ] 2
CR-14-100-4F-R1 14 45 14 100 4 (] 2
CR-14-100-4F-R2 14 45 14 100 4 (] 2
CR-16-100-4F-R0.5 16 45 16 150 4 [ ] 2
CR-16-150-4F-R1 16 45 16 150 4 [ ] 2
CR-16-150-4F-R2 16 45 16 150 4 [ ] 2
CR-16-150-4F-R3 16 45 16 150 4 ([ ] 2
CR-18-150-4F-R0.5 18 45 18 150 4 [ J 2
CR-18-150-4F-R1 18 45 18 150 4 [ ] 2
CR-18-150-4F-R2 18 45 18 150 4 [ ] 2
CR-18-150-4F-R3 18 45 18 150 4 [ ] 2
CR-20-150-4F-R0.5 20 45 20 150 4 ([ ] 2
CR-20-150-4F-R1 20 45 20 150 4 ([ ] 2
CR-20-150-4F-R2 20 45 20 150 4 [ ] 2
CR-20-150-4F-R3 20 45 20 150 4 [ 2

® ETEEGF  ORITRAS

@ Standard Stock  OProduce by order

WA THAEHER/Workpiece material recommendation 0%, O,

P| M | (K] ‘N B

TR . AR Sk e e
REN SN Pre-hardened steel, hardened steel RN KBS HEes = b N LAY
3 H Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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| Corner Radius End Mill |

4 Flutes Standard s mepm o meE
HRC55-CR \
El— Picturel
Ri
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B =  Picture2
I E—— —
@) L
 EEEERE
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Py FA R
) B Basic Size AL JEATIRAS ZHRES
9—_ Milling cutter model 7Ttz DIRS Wiz J=8iS Number of Flute | Inventory status | Reference number
C Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)
(I'DI'I CR-3.0-50-4F-R0.2 3 9 4 50 4 [ ] 1
-} CR-3.0-50-4F-R0.5 3 9 4 50 4 [ ] 1
Q CR-4.0-50-4F-R0.2 4 10 4 50 4 [ ] 2
g_ CR-4.0-50-4F-R0.5 4 10 4 50 4 [ 2
= CR-4.0-50-4F-R1 4 10 4 50 4 ° 2
CRS-5.0-50-4F-R0.5 5 13 6 50 4 [ 1
CRS-5.0-50-4F-R1 5 13 6 50 4 [ ] 1
CRS-6.0-50-4F-R0.2 6 15 6 50 4 [ 2
CRS-6.0-50-4F-R0.5 6 15 6 50 4 [ J 2
CRS-6.0-50-4F-R1 6 15 6 50 4 [ J 2
CR-8.0-60-4F-R0.5 8 20 8 60 4 [ ] 2
CR-8.0-60-4F-R1 8 20 8 60 4 ([ ] 2
CR-8.0-60-4F-R15 8 20 8 60 4 [ ] 2
CR-10-75-4F-R0.5 10 25 10 75 4 [ 2
CR-10-75-4F-R1 10 25 10 75 4 [ J 2
CR-10-75-4F-R15 10 25 10 75 4 [ ] 2
CR-10-75-4F-R2 10 25 10 75 4 [ ] 2
CR-10-75-4F-R25 10 25 10 75 4 [ ] 2
CR-10-75-4F-R3 10 25 10 75 4 [ J 2
CR-12-75-4F-R0.5 12 30 12 75 4 [ J 2
CR-12-75-4F-R1 12 30 12 75 4 [ J 2
CR-12-75-4F-R15 12 30 12 75 4 [ 2

® EEETF OmiJHA™

@ Standard Stock  OProduce by order
WA T EHER/Workpiece material recommendation 0%, O,

P ™M | K N B

TR . AR EZs s N
RN Ea Pre-hardened steel, hardened steel R TREEG s 8 “®as A
3 H Aluminum I Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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| Corner Radius End Mill |

P90 R5Mz57]
4 Flutes Standard

ESMsEIEINT [ZEIC AL BRI
Side Face Machining Step Shoulder Machining Straight Slot Machining

HRC55-CR
El— Picturel
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B Picture2
s N
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FEA R Py
L Basic Size T PEREIRAS SIS @
Milling cutter model T4z UIRS Wiz MK Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L) C
CR-12-75-4F-R2 12 30 12 75 4 [ ] 2 (I'nl'l
CR-12-75-4F-R2.5 12 30 12 75 4 [ ] 2 )
CR-12-75-4F-R3 12 30 12 75 4 (] 2 Q
CR-14-75-4F-R0.5 14 35 14 75 4 (] 2 g
CR-14-75-4F-R1 14 35 14 75 4 L] 2 =
CR-14-75-4F-R2 14 35 14 75 4 (] 2
CR-16-100-4F-R0.5 16 45 16 100 4 L] 2
CR-16-100-4F-R1 16 45 16 100 4 [ ] 2
CR-16-100-4F-R2 16 45 16 100 4 [ ] 2
CR-16-100-4F-R3 16 45 16 100 4 [ ] 2
CR-18-100-4F-R0.5 18 45 18 100 4 [ ] 2
CR-18-100-4F-R1 18 45 18 100 4 [ ] 2
CR-18-100-4F-R2 18 45 18 100 4 L] 2
CR-18-100-4F-R3 18 45 18 100 4 [ ] 2
CR-20-100-4F-R0.5 20 45 20 100 4 L] 2
CR-20-100-4F-R1 20 45 20 100 4 (] 2
CR-20-100-4F-R2 20 45 20 100 4 (] 2
CR-20-100-4F-R3 20 45 20 100 4 (] 2

® FTEETFT OMRITHEAES™
@ Standard Stock  OProduce by order

WANTHHEHER/Workpiece material recommendation 0%, O,

- swretveweeMeea ]
P M | K N B

TR . EE %% N BN
RN HEN Pre-hardened steel, hardened steel TEEN IREBH S HAEE = b N B
A 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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| Corner Radius End Mill

T KRN 55T] b L)

ESMsEIUEINT EMEETIEINT BESMsE RN
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HRC55-CR \

El—  Picturel
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9—_ Milling cutter model DI PIRS Wiz MK Number of Flute | Inventory status | Reference number
C Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)
(I'nl'l CRS-3.0-75-4F-R0.2 3 12 6 75 4 [ ] 1
> CRS-3.0-75-4F-R0.5 3 12 6 75 4 [ J 1
Q CR-4.0-75-4F-R0.2 4 14 4 75 4 [ J 2
g_ CR-4.0-75-4F-R0.5 4 14 4 75 4 [ J 2
= CR-4.0-75-4F-R1 4 14 4 75 4 [ ] 2
CRS-5.0-75-4F-R0.5 5 15 6 75 4 [ ] 2
CRS-5.0-75-4F-R1 5 15 6 75 4 [ J 1
CRS-6.0-75-4F-R0.2 6 20 6 {5 4 [J 1
CRS-6.0-75-4F-R0.5 6 20 6 75 4 [ J 2
CRS-6.0-75-4F-R1 6 20 6 75 4 L J 2
CRS-6.0-75-4F-R1.5 6 20 6 75 4 [ J 2
CR-8.0-100-4F-R0.5 8 30 8 100 4 ® 2
CR-8.0-100-4F-R1 8 30 8 100 4 [ J 2
CR-8.0-100-4F-R15 8 30 8 100 4 L J 2
CR-8.0-100-4F-R2 8 30 8 100 4 [ J 2
CR-10-100-4F-R0.5 10 30 10 100 4 [ J 2
CR-10-100-4F-R1 10 30 10 100 4 [ J 2
CR-10-100-4F-R15 10 30 10 100 4 L 2
CR-10-100-4F-R2 10 30 10 100 4 [ ] 2
CR-10-100-4F-R25 10 30 10 100 4 [ J 2
CR-10-100-4F-R3 10 30 10 100 4 [ J 2
CR-12-100-4F-R0.5 12 35 12 100 4 [d 2

® EEEGF  OJHEe
@ Standard Stock  OProduce by order

WANTHHEHER/Workpiece material recommendation 0%, O,

P M | (K N (S

T RN F% N T
RN ] Pre-hardened steel, hardened steel REHR TRELEG Has 8 “Has E
A H Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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P70 KRN Z55 ]
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Side Face Machining Step Shoulder Machining Straight Slot Machining

HRC55-CR \

El— Picturel
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B = Picture2
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BeTIA BasicRinze TI% PEAPIRES ZRES jab)
Milling cutter model Iz PIRS Wiz J=8iS Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L) C
CR-12-100-4F-R1 12 35 12 100 4 ([ ] 2 «
CR-12-100-4F-R15 12 35 12 100 4 ([ ] 2 g-l
CR-12-100-4F-R2 12 35 12 100 4 [ ] 2 Q
CR-12-100-4F-R25 12 35 12 100 4 [ J 2 g
CR-12-100-4F-R3 12 35 12 100 4 [ 2 =
CR-14-100-4F-R0.5 14 45 14 100 4 [ ] 2
CR-14-100-4F-R1 14 45 14 100 4 [ ] 2
CR-14-100-4F-R2 14 45 14 100 4 [ J 2
CR-16-100-4F-R0.5 16 75 16 150 4 [ J 2
CR-16-150-4F-R1 16 75 16 150 4 [ 2
CR-16-150-4F-R2 16 75 16 150 4 [ ] 2
CR-16-150-4F-R3 16 75 16 150 4 [ ] 2
CR-18-150-4F-R0.5 18 75 18 150 4 [ J 2
CR-18-150-4F-R1 18 75 18 150 4 [ J 2
CR-18-150-4F-R2 18 75 18 150 4 [ ] 2
CR-18-150-4F-R3 18 75 18 150 4 ([ ] 2
CR-20-150-4F-R0.5 20 75 20 150 4 [ ] 2
CR-20-150-4F-R1 20 75 20 150 4 [ ] 2
CR-20-150-4F-R2 20 75 20 150 4 [ J 2
CR-20-150-4F-R3 20 75 20 150 4 [ ] 2

® EEEF ORJHAR

@ Standard Stock OProduce by order

WA TR/ Workpiece material recommendation 0%, O,

- swreteweeMee ]
P M | K N B

TR . EE %% N BN
RN HEN Pre-hardened steel, hardened steel TEEN IREBH S HAEE = b N B
A 4 Aluminum P Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron
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| Corner Radius End Mill |
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4 Flutes Standard
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Side Face Machining Step Shoulder Machining Straight Slot Machining
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El—  Picture2
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Q Ak EoSICRSIZE T1% PEAFRAS SRS
9—_ Milling cutter model DI PIRS Wit J=8i9 Number of Flute | Inventory status | Reference number
% Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L)
m CR-3.0-50-4F-R0.2 3 9 4 50 4 [ J 1
) CR-3.0-50-4F-R0.5 3 9 4 50 4 [ ] i
- CR-4.0-50-4F-R0.2 4 10 4 50 4 [ J 2
g_ CR-4.0-50-4F-R0.5 4 10 4 50 4 [ J 2
= CR-4.0-50-4F-R1 4 10 4 50 4 [ J 2
CRS-5.0-50-4F-R0.5 5 13 6 50 4 [ J 1
CRS-5.0-50-4F-R1 5 13 6 50 4 [ ] 1
CRS-6.0-50-4F-R0.2 6 15 6 50 4 [ ] 2
CRS-6.0-50-4F-R0.5 6 15 6 50 4 [ J 2
CRS-6.0-50-4F-R1 6 15 6 50 4 [ J 2
CR-8.0-60-4F-R0.5 8 20 8 60 4 [ 2
CR-8.0-60-4F-R1 8 20 8 60 4 ® 2
CR-8.0-60-4F-R15 8 20 8 60 4 ® 2
CR-10-75-4F-R0.5 10 25 10 75 4 [J 2
CR-10-75-4F-R1 10 25 10 75 4 [ J 2
CR-10-75-4F-R15 10 25 10 75 4 [ J 2
CR-10-75-4F-R2 10 25 10 75 4 [ ] 2
CR-10-75-4F-R25 10 25 10 75 4 [ ] 2
CR-10-75-4F-R3 10 25 10 75 4 [ J 2
CR-12-75-4F-R0.5 12 30 12 75 4 [ J 2
CR-12-75-4F-R1 12 30 12 75 4 [ J 2
CR-12-75-4F-R15 12 30 12 75 4 o 2

® EEEGF  OmiJB4AS

@ Standard Stock  OProduce by order
WAN T A1t/ Workpiece material recommendation 0%, O%.

P M | K N (s

T B #% wae BHAS
RN EEW Pre-hardened steel, hardened steel TEHN TR HAae ] Has A
. ; Aluminum o Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron
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| Corner Radius End Mill |

PO RNz 5% T]
4 Flutes Standard
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Side Face Machining Step Shoulder Machining Straight Slot Machining

[El— Picturel
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Ak EasICROIZE 7% PEAPIRAS ZRES @
Milling cutter model DI PIRS Wiz J=8i9 Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L) 8
CR-12-75-4F-R2 12 30 12 75 4 [ J 2 m
CR-12-75-4F-R25 12 30 12 75 4 [ ] 2 8.
CR-12-75-4F-R3 12 30 12 75 4 [ ] 2
CR-14-75-4F-R0.5 14 35 14 75 4 [ J 2 ;
CR-14-75-4F-R1 14 35 14 75 4 [ J 2 =
CR-14-75-4F-R2 14 35 14 75 4 L J 2
CR-16-100-4F-R0.5 16 45 16 100 4 [ ] 2
CR-16-100-4F-R1 16 45 16 100 4 [ ] 2
CR-16-100-4F-R2 16 45 16 100 4 L J 2
CR-16-100-4F-R3 16 45 16 100 4 [ ] 2
CR-18-100-4F-R0.5 18 45 18 100 4 [ J 2
CR-18-100-4F-R1 18 45 18 100 4 L J 2
CR-18-100-4F-R2 18 45 18 100 4 [ ] 2
CR-18-100-4F-R3 18 45 18 100 4 [ J 2
CR-20-100-4F-R0.5 20 45 20 100 4 [ J 2
CR-20-100-4F-R1 20 45 20 100 4 [ J 2
CR-20-100-4F-R2 20 45 20 100 4 [ ] 2
CR-20-100-4F-R3 20 45 20 100 4 [ ] 2

® FEEF  ORITRAS

@ Standard Stock  OProduce by order

WANT A1/ Workpiece material recommendation 0%, O

00 esvweeswee 000 ]
P ™M | K N B

TEW. RER a5

RN k] Pre-hardened steel, hardened steel TR RBEG HES %a§ S m?nﬁﬁ
A . Aluminum o Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron
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Side Face Machining Step Shoulder Machining Straight Slot Machining

HRC60-CR \

[El—  Picturel
- | P
{
10
Bl Picture2
|
O
| EEEEE
3
pu) E-¥. NN
Q LS, Basic Size T PEAERES ZRES
9—_ Milling cutter model Tz VIRS Wiz J=8i9 Number of Flute | Inventory status | Reference number
C Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)
(I',I)'I CRS-3.0-75-4F-R0.2 3 12 6 75 4 (@] 1
> CRS-3.0-75-4F-R0.5 3 12 6 75 4 @) 1
Q CR-4.0-75-4F-R0.2 4 14 4 75 4 O 2
g_ CR-4.0-75-4F-R0.5 4 14 4 75 4 O 2
= CR-4.0-75-4F-R1 4 14 4 75 4 (@] 2
CRS-5.0-75-4F-R0.5 5 15 6 75 4 (@) 1
CRS-5.0-75-4F-R1 5 15 6 75 4 @) 1
CRS-6.0-75-4F-R0.2 6 20 6 75 4 O 2
CRS-6.0-75-4F-R0.5 6 20 6 75 4 o 2
CRS-6.0-75-4F-R1 6 20 6 75 4 O 2
CRS-6.0-75-4F-R15 6 20 6 75 4 @) 2
CR-8.0-100-4F-R0.5 8 30 8 100 4 O 2
CR-8.0-100-4F-R1 8 30 8 100 4 o 2
CR-8.0-100-4F-R1.5 8 30 8 100 4 o 2
CR-8.0-100-4F-R2 8 30 8 100 4 @) 2
CR-10-100-4F-R0.5 10 30 10 100 4 @) 2
CR-10-100-4F-R1 10 30 10 100 4 O 2
CR-10-100-4F-R1.5 10 30 10 100 4 o 2
CR-10-100-4F-R2 10 30 10 100 4 (@] 2
CR-10-100-4F-R2.5 10 30 10 100 4 @) 2
CR-10-100-4F-R3 10 30 10 100 4 O 2
CR-12-100-4F-R0.5 12 35 12 100 4 o 2

® EEAET ORiTH4A

@ Standard Stock  OProduce by order

WANT A %1t/ Workpiece material recommendation 055, 0%,

P M | K N S
TN F% e N
RN A& Pre-hardened steel, hardened steel X2 TREBEG Fae =] Hod e
; i Aluminum foh Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC ey oo alloy alloy
©) © O

56 L P6 @ﬁﬂ%&r
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Be Good Go Better

___________________________ | TREmEE

| Corner Radius End Mill |

P97 A< EEMZEET]
4 Flutes Extra Long

HRC60-CR \

BESMEE 7 UEINT EMsEIEINT BEMEETMARANT
Side Face Machining Step Shoulder Machining Straight Slot Machining

E— Ppicturel
Ri
S N
I _
10 L
E— Ppicture2
= -
L
O
nACo 3 Black -Og
-]
D
-
FA R o)
HIIHE Basic Size I PEAEIRAS ZIRES @
Milling cutter model Iz PIRS Wiz J=8iS Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L) C
CR-12-100-4F-R1 12 35 12 100 4 O 2 (I'nl'l
CR-12-100-4F-R15 12 35 12 100 4 O 2 -]
CR-12-100-4F-R2 12 35 12 100 4 @] 2 Q
CR-12-100-4F-R2.5 12 35 12 100 4 O 2 g
CR-12-100-4F-R3 12 35 12 100 4 O 2 =
CR-14-100-4F-R0.5 14 45 14 100 4 O 2
CR-14-100-4F-R1 14 45 14 100 4 O 2
CR-14-100-4F-R2 14 45 14 100 4 O 2
CR-16-100-4F-R0.5 16 75 16 150 4 @] 2
CR-16-150-4F-R1 16 75 16 150 4 O 2
CR-16-150-4F-R2 16 75 16 150 4 O 2
CR-16-150-4F-R3 16 75 16 150 4 O 2
CR-18-150-4F-R0.5 18 75 18 150 4 @] 2
CR-18-150-4F-R1 18 75 18 150 4 @] 2
CR-18-150-4F-R2 18 75 18 150 4 O 2
CR-18-150-4F-R3 18 75 18 150 4 O 2
CR-20-150-4F-R0.5 20 75 20 150 4 O 2
CR-20-150-4F-R1 20 75 20 150 4 O 2
CR-20-150-4F-R2 20 75 20 150 4 @] 2
CR-20-150-4F-R3 20 75 20 150 4 O 2

® ETEEF  ORITRAS

@ Standard Stock  OProduce by order

WAN T A1/ Workpiece material recommendation 0%, OZ%.

0 esvweeswen 000 ]
P ™M | K N B

WER. RER %

R AEW Pre-hardened steel, hardened steel TR RBESG HES %ﬁ§ S m?nﬁﬁ
A . Aluminum o Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron

O ©) ©)

A —P6  ERRIRRIRE — P77 YIHIZ

Naming r P6 Symbol introduction 7 ng s—P 57
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| Corner Radius End Mill |

BESMEEUEINT BEMsE &L BRI
Side Face Machining Step Shoulder Machining Straight Slot Machining

&
4 Flutes Standard

HRC65-CR o
| ——
{
10
El—  Picture2
|
@)
'o‘ nACo 3 Blue % @
- —
&
Py HEARF
Q Ak EoSICRSIZE J1% PEAFIRAS SRS
9—_ Milling cutter model DI PIRS Wit J=8i9 Number of Flute | Inventory status | Reference number
% Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L)
m CR-3.0-50-4F-R0.2 3 9 4 50 4 [ J 1
) CR-3.0-50-4F-R0.5 3 9 4 50 4 [ ] i
- CR-4.0-50-4F-R0.2 4 10 4 50 4 [ ] 2
g_ CR-4.0-50-4F-R0.5 4 10 4 50 4 [ J 2
= CR-4.0-50-4F-R1 4 10 4 50 4 [ J 2
CRS-5.0-50-4F-R0.5 5 13 6 50 4 [ J 1
CRS-5.0-50-4F-R1 5 13 6 50 4 [ ] 1
CRS-6.0-50-4F-R0.2 6 15 6 50 4 [ ] 2
CRS-6.0-50-4F-R0.5 6 15 6 50 4 [ ] 2
CRS-6.0-50-4F-R1 6 15 6 50 4 [ J 2
CR-8.0-60-4F-R0.5 8 20 8 60 4 L 2
CR-8.0-60-4F-R1 8 20 8 60 4 L 2
CR-8.0-60-4F-R1.5 8 20 8 60 4 L J 2
CR-10-75-4F-R0.5 10 25 10 75 4 [J 2
CR-10-75-4F-R1 10 25 10 75 4 [ J 2
CR-10-75-4F-R15 10 25 10 75 4 [ J 2
CR-10-75-4F-R2 10 25 10 75 4 [ ] 2
CR-10-75-4F-R25 10 25 10 75 4 [ ] 2
CR-10-75-4F-R3 10 25 10 75 4 [ ] 2
CR-12-75-4F-R0.5 12 30 12 75 4 [ J 2
CR-12-75-4F-R1 12 30 12 75 4 L J 2
CR-12-75-4F-R15 12 30 12 75 4 o 2

® EEETF  OmiJBAS

@ Standard Stock  OProduce by order
WAN T A1/ Workpiece material recommendation 0%, O

P M | K N (s

T B E wae BHAS
REWN A& Pre-hardened steel, hardened steel RN KRB HES = S e
. ; Aluminum o Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

©) ©) ©) ©

5g ﬁgﬂ;ﬂ” P7  1{HIE=#K

ng 6 Cutting p



___________________________ | TREmEE]

| Corner Radius End Mill |

PO RNz 5% T]
4 Flutes Standard

[EEMEET ) UE AT Bt T [EEMeE IRz T

Side Face Machining Step Shoulder Machining Straight Slot Machining

H RC65 CR BEl— Ppicturel
Ri
© n—— — — 1 D]
10‘5«
E—  Picture2
| [
L
@)
nACo 3 Blue % @ 'O‘
= >
5
HARRF Py
Ak EoSICRSIZE J1% PEAPIRAS SHRES @
Milling cutter model DI PIRS Wiz J=8i9 Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L) 8
CR-12-75-4F-R2 12 30 12 75 4 [ J 2 m
CR-12-75-4F-R25 12 30 12 75 4 [ ] 2 >
CR-12-75-4F-R3 12 30 12 75 4 [ ] 2 -
CR-14-75-4F-R0.5 14 35 14 75 4 [ J 2 5
CR-14-75-4F-R1 14 35 14 75 4 [ J 2 =
CR-14-75-4F-R2 14 35 14 75 4 L J 2
CR-16-100-4F-R0.5 16 45 16 100 4 [ ] 2
CR-16-100-4F-R1 16 45 16 100 4 [ ] 2
CR-16-100-4F-R2 16 45 16 100 4 L J 2
CR-16-100-4F-R3 16 45 16 100 4 [ ] 2
CR-18-100-4F-R0.5 18 45 18 100 4 [ J 2
CR-18-100-4F-R1 18 45 18 100 4 L J 2
CR-18-100-4F-R2 18 45 18 100 4 [ ] 2
CR-18-100-4F-R3 18 45 18 100 4 [ J 2
CR-20-100-4F-R0.5 20 45 20 100 4 [ J 2
CR-20-100-4F-R1 20 45 20 100 4 L J 2
CR-20-100-4F-R2 20 45 20 100 4 [ ] 2
CR-20-100-4F-R3 20 45 20 100 4 [ ] 2

® FEEF  ORITRAS

@ Standard Stock  OProduce by order

WA TR RHER/Workpiece material recommendation 0%, 0.

T B %% e N
WEW E&W Pre-hardened steel, hardened steel | KRB HEE = S®ed e
. . Aluminum I Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NeallEr @ e alloy alloy
© O © ©

ERERIAE — P DMIBH
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| DREWET

| Corner Radius End Mill |

PO AMKEIEMIZ 5]

4 Flutes Extra Long

HRC65-CR

L O

[EEMEEIMEMN T

Side Face Machining

BB &N T

Step Shoulder Machining

BEEMsET AN T

Straight Slot Machining

~

[El—  Picturel
- | P
{
10
Bl Picture2
|
nACo 3 Blue % @
HARE
UL Basic Size 7% PEAEIRAS IR
Milling cutter model Tz VIRS Wiz J=8i9 Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) Overall Length(L)

CRS-3.0-75-4F-R0.2 3 12 6 75 4 (©] 1
CRS-3.0-75-4F-R0.5 3 12 6 75 4 @) 1
CR-4.0-75-4F-R0.2 4 14 4 75 4 @) 2
CR-4.0-75-4F-R0.5 4 14 4 75 4 o 2
CR-4.0-75-4F-R1 4 14 4 75 4 (@] 2
CRS-5.0-75-4F-R0.5 5 15 6 75 4 (@] 1
CRS-5.0-75-4F-R1 5 15 6 75 4 @) 1
CRS-6.0-75-4F-R0.2 6 20 6 75 4 O 2
CRS-6.0-75-4F-R0.5 6 20 6 75 4 o 2
CRS-6.0-75-4F-R1 6 20 6 75 4 O 2
CRS-6.0-75-4F-R15 6 20 6 75 4 @) 2
CR-8.0-100-4F-R0.5 8 30 8 100 4 O 2
CR-8.0-100-4F-R1 8 30 8 100 4 O 2
CR-8.0-100-4F-R1.5 8 30 8 100 4 O 2
CR-8.0-100-4F-R2 8 30 8 100 4 @) 2
CR-10-100-4F-R0.5 10 30 10 100 4 O 2
CR-10-100-4F-R1 10 30 10 100 4 O 2
CR-10-100-4F-R1.5 10 30 10 100 4 o 2
CR-10-100-4F-R2 10 30 10 100 4 (@] 2
CR-10-100-4F-R2.5 10 30 10 100 4 @) 2
CR-10-100-4F-R3 10 30 10 100 4 O 2
CR-12-100-4F-R0.5 12 35 12 100 4 o 2

WA T AR/ Workpiece material recommendation 0%,

K

P

M

EG

Suitable

® nEfit

OfITRA

@ Standard Stock  OProduce by order

TR, AR ik wse HHAS
BRI A& Pre-hardened steel, hardened steel R BREBHEY HES = ®Eed B
. B Aluminum o Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC N @2 e alloy alloy
©) O ©) ©

P6

B

bo!



___________________________ | TREmEE]

| Corner Radius End Mill |

P97 A EEMZEET]
4 Flutes Extra Long

HRC65-CR \

B ENT BEmEE TN T BTN
Side Face Machining Step Shoulder Machining Straight Slot Machining

El— Picturel
Ri
© - — —— — D]
[ _
10 L
B Picture2
5 W -
L
O
nACo 3 Blue % @ %
5
FA R o)
BRI Basic Size % PEREIRAS IR &
Milling cutter model Iz PIRS Wiz J=8iS Number of Flute | Inventory status | Reference number 9—
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L) C
CR-12-100-4F-R1 12 35 12 100 4 o 2 @
CR-12-100-4F-R15 12 35 12 100 4 O 2 gl
CR-12-100-4F-R2 12 35 12 100 4 o 2 Q
CR-12-100-4F-R25 12 35 12 100 4 o 2 g
CR-12-100-4F-R3 12 35 12 100 4 o 2 =
CR-14-100-4F-R0.5 14 45 14 100 4 o 2
CR-14-100-4F-R1 14 45 14 100 4 (@] 2
CR-14-100-4F-R2 14 45 14 100 4 O 2
CR-16-100-4F-R0.5 16 75 16 150 4 o 2
CR-16-150-4F-R1 16 75 16 150 4 o 2
CR-16-150-4F-R2 16 75 16 150 4 o 2
CR-16-150-4F-R3 16 75 16 150 4 O 2
CR-18-150-4F-R0.5 18 75 18 150 4 O 2
CR-18-150-4F-R1 18 75 18 150 4 o 2
CR-18-150-4F-R2 18 75 18 150 4 o 2
CR-18-150-4F-R3 18 75 18 150 4 o 2
CR-20-150-4F-R0.5 20 75 20 150 4 O 2
CR-20-150-4F-R1 20 75 20 150 4 O 2
CR-20-150-4F-R2 20 75 20 150 4 o 2
CR-20-150-4F-R3 20 75 20 150 4 O 2

® EEEF  ORITHRAS

@ Standard Stock  OProduce by order

WA T AR/ Workpiece material recommendation 0%, 0.

P M | K N s)

N %% N N
RN BEN Pre-hardened steel, hardened steel TEW PREBE Hae & “ae A&
. . Aluminum o h Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

© ©) © ©)

A —P6  EfRRIRRIRE — P77 YIHIZ
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Be Good

___________________________ CoEmTen

I End mill for Aluminum |

=TIFLIIT)

3 Flutes Standard FLGTIMENT FLHTIAMIT FAGIERENT
Side Face Machining Step Shoulder Machining Straight Slot Machining

~

HRC55-AL
[El— Picturel
© n—— — — — 1 Dl
/ '
10 L
B Picture2
- .
L
S|
HAR)
LT Basic size T PEAEIRAS ZIRES
Milling cutter model 7Tz DIRS Wi J=8iS Number of Flute | Inventory status | Reference number 5”
Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L) o
AL-1.0-50-3F 1 3 4 50 3 [ ] 1 3 /_'EE
AL-1.5-50-3F 15 45 4 50 3 [ 1 —
AL-2.0-50-3F 2 6 4 50 3 [ J 1 -+ }Jn
AL-2.5-50-3F 25 75 4 50 3 [ 1 -01 I
AL-3.0-50-3F 3 9 4 50 3 [ ] 1 J_> F
AL-4.0-50-3F 4 12 4 50 3 [ 2 = :E%
ASL-5.0-50-3F 5 15 6 50 3 [ ] 1 3 7]
ALS-6.0-50-3F 6 18 6 50 3 [ J 2 g
AL-7.0-60-3F 7 21 8 60 3 [ 1 3
AL-8.0-60-3F 8 24 8 60 3 [ 2
AL-10-75-3F 10 30 10 75 3 [ 2
AL-12-75-3F 12 35 12 75 3 [ J 2
AL-14-100-3F 14 45 14 100 3 [ J 2
AL-16-100-3F 16 45 16 100 3 [ 2
AL-18-100-3F 18 45 18 100 3 ([ ] 2
AL-20-100-3F 20 45 20 100 3 [ 2

@ EXEHR OMITHEAS

@ Standard Stock  OProduce by order

AN T AR/ Workpiece material recommendation 0%, O,

TRAEEN . B Hek ane e
KRN HEW Pre-hardened steel, hardened steel T4 RBLE FHae s sae | oARS
Carbon steel | Alloy steel Stainless steel | castiron | Copperalioy | ™™™ | Titanium alloy | 62" reSstan
~40HRC ~50HRC ~55HRC ~65HRC N @25 e alloy alloy
O O

RXMRE] — P7  tIEIZE — P100-P101

ol introductio P101 6 3



COEMTET) - - - o o .

| End mill for Aluminum I

= TINS5 T

3 Flutes Extra Long FRMENL  ESOPSNNT  PAESEN

HRC55-AL \

El— Picturel
kel n—— — — — 1 D]
10“)/«
EZ  Picture2
- .
L
S
AR

rm IS ESSICRETZE AL FEAFIRES ZRES
5 Milling cutter model Tz DIRS Wit B Number of Flute | Inventory status | Reference number
(o Cutter Diameter(D) Flute Length(l) |[Shank Diameter(d) |Overall Length(L)
3 AL-4.0-75-3F 4 16 4 75 3 ([ ] 2
= ALS-5.0-75-3F 5 20 6 75 3 [ 1
o ALS-6.0-75-3F 6 24 6 75 3 ° 2
= AL-8.0-75-3F 8 30 8 75 3 [ J 2
CZ AL-4.0-100-3F 4 20 4 100 3 [ ] 2
3 ALS-5.0-100-3F 5 25 6 100 3 ([ ] 1
5' ALS-6.0-100-3F 6 30 6 100 3 [ ] 2
c AL-8.0-100-3F 8 35 8 100 3 ([ ] 2
3 AL-10-100-3F 10 40 10 100 3 [ ] 2

AL-12-100-3F 12 40 12 100 3 [ ] 2

AL-4.0-150-3F 4 40 4 150 3 [ ] 2

ALS-6.0-150-3F 6 45 6 150 & [ ] 2

AL-8.0-150-3F 8 50 8 150 3 [ 2

AL-10-150-3F 10 60 10 150 3 [ ] 2

AL-12-150-3F 12 60 12 150 3 [ ] 2

AL-16-150-3F 16 75 16 150 3 ([ ] 2

AL-20-150-3F 20 75 20 150 3 [ ] 2

® EEET  ORITHA™

@ Standard Stock  OProduce by order

WA T AR/ Workpiece material recommendation 0&i%.,. O,

BN, FAEH E aae e
BREN CEa Pre-hardened steel, hardened steel REER TREBSEG Aas A #ae | RAS
Carbon steel | Alloy steel Stainless steel | castiron | Copperalioy | ~“T"U™ | Titanium alloy | 63t fesStan
~40HRC ~50HRC ~55HRC ~65HRC Oy o alloy alloy
O ©)

a2l — P6 WAPRRIRA] — P7 - Y0HIZ3 — P100-P101

64 Namin P6 bol introductio Cutting
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___________________________ L oEmTe

I End mill for Aluminum |

=Lz T]
3 Flutes Standard

P HETIMEINT SEELSETIAMINT PR ERENT
Side Face Machining Step Shoulder Machining Straight Slot Machining

El—  Picturel
SN |
I '
10 L
B— Ppicture2
. © -
HRC55 Rough End Mill
L
HARE
YIRS Basic Size 7% PEARIRAS ZHRES
Milling cutter model Tz VIRS Wiz J=8iS Number of Flute | Inventory status | Reference number I'3I'I
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L) o
AL-4.0-50-3F 4 12 4 50 3 [} 2 3 %El'
ALS-6.0-50-3F 6 18 6 50 3 [ J 2 —
AL8.0-60-3F 8 24 8 60 3 [ J 2 6h 7]”
AL-10-75-3F 10 30 10 75 3 [ ] 2 = I
AL-12-75-3F 12 35 12 75 3 [} 2 )_> /-95
AL-14-100-3F 14 45 14 100 3 [} 2 5 :E
AL-16-100-3F 16 45 16 100 3 [ 2 5 J |
AL-18-100-3F 18 45 18 100 3 [ 2 cC
AL-20-100-3F 20 45 20 100 3 [ J 2 3

® HERlE  ORITHES

@ Standard Stock  OProduce by order

WA T A1t/ Workpiece material recommendation 0%, O,

TAEN. FAEH ek e e
BEN A& Pre-hardened steel, hardened steel TR TREBEG HAae Al = gae | 07 ] o
Carbon steel | Alloy steel Stainless steel | castiron | Copper alloy UMINUM - Titaniym alioy | 62t resstan
~40HRC ~50HRC ~55HRC ~65HRC Nesll=r e alloy alloy
O ©

mEMN —P6 B iRE] — P7  {JJHIZE — P100-P101
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| End mill for Aluminum |

= TINS5 T]
3 Flutes Extra Long

SPESETMENT SEELHEIEMINT S ERAENINT
Side Face Machining Step Shoulder Machining Straight Slot Machining

HRC55-AL \

El—  Picturel
o ] |
I '
05 |
B = Ppicture2
. © -
HRC55 Rough End Mill
L
FEARSF
m YIRS Basic Size T PETFAR A SIRE S
Milling cutter model J]4 T] K ez K- Number of Flute | Inventory status | Reference number
= g PIe kK i Bk
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) |Overall Length(L)

3_ AL-4.0-75-3F 4 16 4 75 3 @] 2
— AL-4.0-100-3F 4 20 4 100 8 O 2
—’1
(@) ALS-6.0-75-3F 6 24 6 75 3 O 2
=
> ALS-6.0-100-3F 6 30 6 100 3 O 2
C_ AL-8.0-100-3F 8 35 8 100 3 @) 2
3 AL-10-100-3F 10 40 10 100 2 @) 2
3. AL-12-100-3F 12 45 12 100 3 ©) 2
g AL-16-150-3F 16 75 16 150 3 @) 2

AL-20-150-3F 20 75 20 150 3 O 2

® EEETF  OfiJB4AS

@ Standard Stock  OProduce by order

WANT A #HEERE/Workpiece material recommendation 0&i%.,. O,

TAESN. FEH ek aae N
RRW AR Pre-hardened steel, hardened steel R4 TRESEG Has i sae | JREE
Carbon steel | Alloy steel Stainless steel | castiron | Copperalioy | 7™ | Titanium alloy | 63t fesstan
~40HRC ~50HRC ~55HRC ~65HRC Rl B @5 alloy alloy
O ©)

EfrfhssMiRs — P7  t))EIZ# — P100-P101
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Long foal Eiio

Rout Hin_ ‘Work

#EJJI]I_L%*EIJ

Roughing end mill

RE =3

RE series

TEEM. FEAME
( <55HRO)AYFENNT

Suitable for roughing of steels&cast
iron(<55HRCQ).

- AFEARY ) OB IE |, &
FIARYAEFMIEERRINT ;

Special chip-breaking cutting edge
design,for roughing applications.

- XETIAINRE ;
TiAIN Coating.

FH:.F Ef?!?

Swtable for oil coolmg.



Q7052374 7]

4 Flutes Standard

SPLHETIUENT

Side Face Machining

FAHETIEMINT

Step Shoulder Machining

A EHEINT

Straight Slot Machining

N

— Picturel
= - - - |
{
10
B Picture2
= S —
HARAS
HeIAE Basic Size TIH PEAPIRAS SIS
Milling cutter model 7Ttz DIRS Wiz J=8iS Number of Flute | Inventory status | Reference number
Flute Diameter(D) | Flute Length(l) |[Shank Diameter(D) Overall Length(L)
RE-4.0-50-4F 4 10 4 50 4 [} 2
RES-6.0-50-4F 6 15 6 50 4 [ J 2
RE-8.0-60-4F 8 20 8 60 4 [ J 2
RE-10-75-4F 10 25 10 75 4 [ ] 2
P RE-12-75-4F 12 30 12 75 4 [ ] 2
*H 8 RE-14-100-4F 14 45 14 100 4 ° 2
(o] RE-16-100-4F 16 45 16 100 4 [} 2
>
& RE-18-100-4F 18 45 18 100 4 [ J 2
ys m
%96 > RE-20-100-4F 20 45 20 100 4 [ J 2
o
Jlz ® BEEl ORiTHAN

@ Standard Stock  OProduce by order

BG
Suitable

WANTHAEHER/Workpiece material recommendation 0%,

TR AER B2 wse N
RN BEN Pre-hardened steel, hardened steel TR PRI s & sis v
Carbon steel |~ Aloy steel Stainless steel | cast i Copper alloy | AMMINUM | iy allgy | Heat resistant
y stee! ainless steel cast iron pper alloy Itanium alloy
~40HRC ~50HRC ~55HRC ~65HRC . alloy alloy
©) ©) ©) © ©) O ©)

an AN NI

Naming rul Symbol introducti
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7/

HRC55-RE

TINS5 7]

Flutes Extra Long

HRZ%T]

Rough End Mill

FAHEIMENT

Side Face Machining

PO EMINT
Step Shoulder Machining

P EMAEINT

Straight Slot Machining

— Picturel
- [
L
0% |
Picture2
- N —
L
HAR)
HeIAE Basic Size TIM PEAEIRAS B
Milling cutter model JT14% PIES Wiz MK Number of edges | Inventory status | Reference number
Flute Diameter(d) | Flete Length(i) |Shank Diameter(D) |Overall Length(L)
RE-4.0-75-4F 4 16 4 75 4 @] 2
RE-4.0-100-4F 4 20 4 100 4 O 2
RES-6.0-75-4F 6 24 6 75 4 O 2
RES-6.0-100-4F 6 30 6 100 4 O 2
RE-8.0-100-4F 8 35 8 100 4 @] 2
RE-10-100-4F 10 40 10 100 4 @] 2
RE-12-100-4F 12 45 12 100 4 @] 2
RE-14-100-4F 14 45 14 100 4 O 2
RE-16-150-4F 16 75 16 150 4 @) 2
RE-18-150-4F 18 75 18 150 4 ©) 2
RE-20-150-4F 20 75 20 150 4 O 2
® EEESF ORiITHAES™

WANT##HETE/Workpiece material recommendation o

FHES
Very Suitable

BE

@ Standard Stock OProduce by order

Suitable

TN BT %% e N
RN BEN Pre-hardened steel, hardened steel TR FRESEG Fas 8 Ghas v
A 4 Aluminum — Heat resistant
Carbon steel | Alloy steel Stainless steel cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC NerIEr 65 fram alloy alloy
© ©) © © O
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Sharp and Wearable
SRS

Large Chip Removal
AH B

Resistance 1200°C
=S miR1200°

Smooth Surface

End Mill for —
Stainless Steel

nAco 3 Blue Coating

Unique nAco 3 Blue coating with excellent
oxidation resistance and wear resistance.

FERNACO-BLUERE | BEEthaafnatiErmEiE



Be Good

___________________________ L REWmeT

| End Mill for Stainless steel |

PO7]SEsL37 5% T]
4 Flutes Standard

SELBEIMEINT LTI EMINT LTI EAEINT
Side Face Machining Step Shoulder Machining Straight Slot Machining

~

HRC60-ST
BEl— Picturel
kel n————— — 1 DI
miﬁi -
Picture2
s .
L
nACo 3 Gold %
FEA R
B s Base Siae UAE:3 PEAFIRAS ZIRE S
Milling cutter model T4z IR Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Flute Length(l) |Shank Diameter(d) |Overall Length(L)
ST-1.0-50-4F 1 3 4 50 4 [ J 1
ST-1.5-50-4F 15 45 4 50 4 [ 1
ST-2.0-50-4F 2 6 4 50 4 [ ] 1
ST-2.5-50-4F 25 75 4 50 4 ([ ] 1
ST-3.0-50-4F 3 9 4 50 4 ([ ] 1
ST-3.5-50-4F 35 10 4 50 4 [ ] 1
ST-4.0-50-4F 4 10 4 50 4 [ ] 2 m
STS-1.0-50-4F 1 3 6 50 4 ([ ] 1 8_
STS-1.5-50-4F 15 45 6 50 4 [ ] 1 z
STS-2.0-50-4F 2 6 6 50 4 ([ ] 1 =
STS-2.5-50-4F 25 75 6 50 4 [ 1 —h
STS-3.0-50-4F 3 9 6 50 4 [ ] 1 91
STS-3.5-50-4F 35 10 6 50 4 [ ] 1 ﬂ
STS-4.0-50-4F 4 10 6 50 4 [ ] 2 9
STS-5.0-50-4F 5 13 6 50 4 [ ] 2 %
STS-6.0-50-4F 6 15 6 50 4 [ ] 2 &
ST-7.0-60-4F 7 18 8 60 4 [ J 1 ﬂ
ST-8.0-60-4F 8 20 8 60 4 [ J 2 D
ST-10-75-4F 10 25 10 75 4 [ ] 2 1
ST-12-75-4F 12 30 12 75 4 ([ ] 2
ST-14-100-4F 14 45 14 100 4 [ ] 2
ST-16-100-4F 16 45 16 100 4 [ 2
ST-18-100-4F 18 45 18 100 4 [ J 2
ST-20-100-4F 20 45 20 100 4 [ J 2

® EEEF  ORITHRAS

@ Standard Stock  OProduce by order

WANT# %R/ Workpiece material recommendation 0%, O

TRAEEN . AR 2 ane N
RN BEN Pre-hardened steel, hardened steel TG FRBLEG Fae " & #oe | M0 = -
Carbon steel | Alloy steel Stainless steel | castiron | Copperalioy | "™ | Titanjum alloy | 62" fesStan
~40HRC ~50HRC ~55HRC ~65HRC NI 6 e alloy alloy
o @)

mEMN —P6 BRI RIAA] — P7

Nam mbol introducti 7 1
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ELBETIMEINT ELSTIEMINT LS EAENT
F I u te s EXt ra Lo n g Side Face Machining Step Shoulde‘r:lM:ichmmg Straight Slot Machining

HRCG60-ST \

B]— Picturel
S |
N '
0% |
[E]— Picture2
- -
L
FEA R
WAL, Basic Size AL 3 PEAFIRES ZIRE S
Milling cutter model DI DIRS Wit Bk Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L)

ST-4.0-75-4F 4 16 4 75 4 ([ ] 2

STS-6.0-75-4F 6 24 6 75 4 [ 2

ST-7.0-75-4F 7 28 8 75 4 [ ] 1

ST-8.0-75-4F 8 30 8 75 4 ([ ] 2

ST-4.0-100-4F 4 20 4 100 4 [ ] 2

STS-6.0-100-4F 6 30 6 100 4 ([ ] 2
m ST-8.0-100-4F 8 35 8 100 4 [ 2
8_ ST-10-100-4F 10 40 10 100 4 [ J 2
z ST-12-100-4F 12 45 12 100 4 [ ] 2
— ST-8.0-150-4F 8 50 8 150 4 [ ] 2
60-; ST-10-150-4F 10 60 10 150 4 [ ] 2
= ST-12-150-4F 12 60 12 150 4 [ ] 2
ﬂ ST-16-150-4F 16 75 16 150 4 [ J 2
%- ST-18-150-4F 18 75 18 150 4 [ 2
o ST-20-150-4F 20 75 20 150 4 [ ] 2
(%]
n ® EEAEfF OmiJs4f
c(er @ Standard Stock  OProduce by order
D
@

WHN TR HHETE/Workpiece material recommendation 045, O%.

eeweesswew ]
P ™M | K N S

WER. RER %

2 _ o, HEE N mHEE
0 544 Pre-hardened steel, hardened steel T REH% AEE Alami KEE | resistant
Carbon steel | Alloy steel Stainless steel | castiron | Copper alloy UMINUM - Titanium alioy | 62t resStan
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

(@) O
BEfrhERIRE — P7  t]dIE&% — P95-P96
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E-*; %DIII I l;L %—55 jj Other end mills
® 5t I B 37 % 7]

Taper end mill

REGEN  BRERERINT

It is the most suitable for high-efficient and high-precision mold processing

RSEENKENE  BEMAEH%E

With a draft angle of the mold, there are a variety of choice

B UNEIVET YN

Micro End Mill
o

|\ 5 "..:1
KIIZHET] Y
Long Neck End Mill N
il {t‘ f-.’

LR, ARAMIERS T TIERIME N ¥

Taper neck structure,greatly improves
rigidity of carbide end mill

My EMESTIERERNERAETAER S S

Ultrafine particle cemented carbide with excellent
wear resistance and toughness
o




L OBUNESET] - - o ____.

| Micro END Mill I

— LA THET]

2 Flutes Standard FATIMENT FARIENIT FAGIEAEINT
Side Face Machining Step Shoulder Machining Straight Slot Machining

~

HRC60-ME
El— Picturel
N e
A
L
9-33 D
HARS
L Basic Size T PR A SIS
Milling cutter model 7Tz DIRS Wiz MK Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L)

ME-0.2-50-2F 02 0.4 4 50 2 [ ] 1
ME-0.3-50-2F 03 0.6 4 50 2 [ ] 1
ME-0.4-50-2F 04 0.8 4 50 2 [ ] 1
ME-0.5-50-2F 05 1 4 50 2 [ J 1
ME-0.6-50-2F 0.6 12 4 50 2 [ J 1
ME-0.7-50-2F 0.7 14 4 50 2 [ ] 1
ME-0.8-50-2F 038 1.6 4 50 2 [ ] 1
ME-0.9-50-2F 09 18 4 50 2 [ 1

® EEET  OmTHAR

@ Standard Stock  OProduce by order

WO T+ FUETE/Workpiece material recommendation 055, O%i.

P M| K N S

TR . AR #% e e
BRERW A& Pre-hardened steel, hardened steel TG KRB Fad = oS a
; g Aluminum ot Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron

O O O o O O
=y ~PERIRE — P77 tJHISE — P1
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|_ _ MicoEndMil - 1
— m
— IR SIT] /4
2 Flutes Standard BRSLATINT BRSLGTIREIT SRSLGTIIREMIT
Profile Machining Cavity Machining Slot Machining

~

HRC60-ME

—  Picturel

R
© - — 1o
|

L

HAR RS
A=) Basic Size T PEFFIRAS ZHRKS
Milling cutter model J)% YIRS Wz mE Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Flute Length(l) |Shank Diameter(d) Overall Length(L)
ME-0.2-50-2F-R0.1 02 04 4 50 2 [ 1
ME-0.3-50-2F-R0.15 0.3 0.6 4 50 2 [ 1
ME-0.4-50-2F-R0.4 0.8 0.8 4 50 2 [ J 1
ME-0.5-50-2F-R0.25 05 1 4 50 2 [ J 1
ME-0.6-50-2F-R0.3 0.6 12 4 50 2 [ J 1
ME-0.7-50-2F-R0.35 0.7 14 4 50 2 [ J 1
ME-0.8-50-2F-R0.4 0.8 16 4 50 2 [ 1
ME-0.9-50-2F-R0.45 0.9 18 4 50 2 [ J 1

® EEEF ORRTHAR

@ Standard Stock OProduce by order

=
0
=
o
m
]
(oF
=

HWHINT#7FUETE/Workpiece material recommendation 055, O%i.

P M| K N S

TR . AR #% e e
BRERW A& Pre-hardened steel, hardened steel TG RBES Fad = Had E
. g Aluminum ot Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron

©) ©) ©) ©) ©) ©)
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HRC55-LN

—PDEELIHRT]
2 Flutes Standard

I KIS

| Long Neck End Mill

P DMENT

Side Face Machining

LTI AT
Step Shoulder Machining

PG ERAENT
Straight Slot Machining

WA TA R/ Workpiece material recommendation o

FEES
Very Suitable

i)

@ Standard Stock

Suitable

[El— Picturel
I. i-ﬂ-- . == s
L
AICISIN @
FEA RS
) Basic Size T PEAPIRAS SHRES
Milling cutter model 7]% ﬁ;&ﬁﬁ& IR m&a ‘%‘& Number of edges | Inventory status | Reference number
Flute Diameter(D) [Effective Avoidance(l) |Cutting Length(l1) | Shank Diameter(d) | Overall Length(L)
LN-0.5-50-2F-L4 05 4 0.7 4 50 4 [ 1
LN-0.5-50-2F-L6 05 6 0.7 4 50 4 ([ ] 1
LN-0.5-50-2F-L8 0.5 8 0.7 4 50 4 [ ] 1
LN-0.8-50-2F-L4 0.8 4 12 4 50 4 [ ] 1
LN-0.8-50-2F-L6 0.8 6 12 4 50 4 [ ] 1
LN-0.8-50-2F-L8 0.8 8 12 4 50 4 [ ] 1
LN-0.8-50-2F-L10 0.8 10 12 4 50 4 [ ] 1
LN-01-50-2F-L4 1 4 15 4 50 4 ([ ] 1
LN-01-50-2F-L6 1 15 4 50 4 [ ] 1
LN-01-50-2F-L8 1 8 15 4 50 4 [ ] 1
LN-01-50-2F-L10 1 10 15 4 50 4 [ 1
LN-01-50-2F-L12 1 12 15 4 50 4 ([ ] 1
LN-01-50-2F-L14 1 14 15 4 50 4 [ ] 1
LN-1.2-50-2F-L6 12 6 18 4 50 4 [ ] 1
LN-1.2-50-2F-L8 12 8 18 4 50 4 [ 1
LN-1.2-50-2F-L10 12 10 18 4 50 4 ([ ] 1
LN-1.2-50-2F-L12 12 12 18 4 50 4 ([ ] 1
LN-1.5-50-2F-L6 15 6 23 4 50 4 [ ] 1
LN-1.5-50-2F-L8 15 8 23 4 50 4 [ ] 1
LN-1.5-50-2F-L10 15 10 23 4 50 4 ([ ] 1
® EEEF  OmiJs4ef

OProduce by order

TR, AEEN B s Fina S
RN AEW Pre-hardened steel, hardened steel T4 PRI Hae 8 “Gae AE
. g Aluminum e Heat resistant
Carbon steel | Alloy steel Stainless steel | cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~ 65HRC NEEIr &5 e alloy alloy
O © O O O O ©
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I Long Neck End Mill |

— LT HET]

2 Flutes Standard LG IUENT FLHTIEMNT LR T
Side Face Machining Step Shoulder Machining Straight Slot Machining

HRC55-LN

— Picturel

AICTSiN b @

EZINN)
BIIRS Basic Size TI% AR ZIRES
Milling cutter model Tz 1 R K IR Wiz =82 Number of edges |Inventory status|Reference number
Flute Diameter(d) |Effective Avoidance(l) |Cutting Length(l1) Shank Diameter(D)|Overall Length(L)
LN-1.5-50-2F-L12 15 12 23 4 50 4 [ ] 1
LN-1.5-50-2F-L14 15 14 23 4 50 4 [ J 1
LN-02-50-2F-L6 2 6 3 4 50 4 [ J 1
LN-02-50-2F-L8 2 8 3 4 50 4 [ J 1
LN-02-50-2F-L10 2 10 3 4 50 4 [ ] 1
LN-02-50-2F-L12 2 12 3 4 50 4 [ ] 1
LN-02-50-2F-L14 2 14 3 4 50 4 [ J 1
LN-02-50-2F-L16 2 16 3 4 50 4 [ J 1
LN-2.5-50-2F-L8 25 8 37 4 50 4 [ J 1
LN-2.5-50-2F-L10 25 10 37 4 50 4 [ ] 1
LN-2.5-50-2F-L12 25 12 37 4 50 4 [ ] 1
LN-2.5-50-2F-L14 25 14 37 4 50 4 [ J 1
LN-2.5-60-2F-L16 25 16 37 4 60 4 [ J 1
LN-2.5-60-2F-L18 25 18 37 4 60 4 [ J 1 —
LN-2.5-60-2F-L20 25 20 37 4 60 4 [ ] 1 (@)
= I Et
LN-03-50-2F-L6 3 6 45 6 50 4 [ J 1 Q
LN-03-50-2F-L8 3 8 45 6 50 4 [ J 1 Z Zfl_—l
LN-03-50-2F-L10 3 10 45 6 50 4 [ J 1 ) IJ\
—
LN-03-50-2F-L12 3 12 45 6 50 4 [ ] 1 % lL
LN-03-60-2F-L14 3 14 45 6 60 4 [ J 1 m ~
S %
=9

® EEEF  OmiJB4S

@ Standard Stock  OProduce by order

WA THHEHER/Workpiece material recommendation 0%, O,

P M| K N S

T BEd. REW ey

A A
! A4 Pre-hardened steel, hardened steel P Ty Hae BEE Ghas S
. . Aluminum s Heat resistant
Carbon steel | Alloy steel Stainless steel | cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron

© © o © © o ©
AN — P6 WP RIRE] — P7  Y0HIZ$ — P102-P103

nbol introductior 1tting 77
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| Long Neck End Mill I

IR

2 Flutes Standard BSLEIANT BRLETIRIRINT ERSLETIERE AT
Profile Machining Cavity Machining Slot Machining

HRC55-LN

— Picturel ‘

aicrsin | | Jo Jusea @

FEA R
o TR Basic Size T FEAPRES ZRES
Milling cutter model DI ﬁ@'[)&ﬁﬁ Tk *ﬁ& MK Number of edges | Inventory status | Reference number
Flute Diameter(D) |[Effective Avoidance(l) |Cutting Length(l1) | Shank Diameter(d) | Overall Length(L)
LN-0.5-50-2F-R0.25 05 4 0.7 4 50 2 [ ] 1
LN-0.5-50-2F-R0.25 05 6 0.7 4 50 2 [ J 1
LN-0.6-50-2F-R0.3 0.6 4 0.9 4 50 2 ([ ] 1
LN-0.6-50-2F-R0.3 0.6 6 0.9 4 50 2 ([ ] 1
LN-0.6-50-2F-R0.3 0.6 8 0.9 4 50 2 [ ] 1
LN-0.8-50-2F-R0.4 0.8 4 12 4 50 2 [ ] 1
LN-0.8-50-2F-R0.4 0.8 6 12 4 50 2 [ ] 1
LN-0.8-50-2F-R0.4 0.8 8 12 4 50 2 [ 1
LN-0.8-50-2F-R0.4 0.8 10 12 4 50 2 [ J 1
LN-01-50-2F-R0.5 1 4 15 4 50 2 (] 1
LN-01-50-2F-R0.5 1 15 4 50 2 [ J 1
LN-01-50-2F-R0.5 1 8 15 4 50 2 [ J 1
LN-01-50-2F-R0.5 1 10 15 4 50 2 [ J 1
LN-01-50-2F-R0.5 1 12 15 4 50 2 [ J 1
LN-1.2-50-2F-R0.6 12 6 18 4 50 2 [ ] 1
LN-1.2-50-2F-R0.6 12 8 18 4 50 2 [ 1

® EEETF  ORTBA

@ Standard Stock OProduce by order

SFRHBIAR

—
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WO T+ FUETE/Workpiece material recommendation 055, O

P M | (K N S|

FER. R F=ry

A A
B ae4 Pre-hardened steel, hardened steel P REBEG Has CLES Has ERE
. " Aluminum et Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron

© © o © © o ©
AN — P6 WAPERIRA] — P7  Y0HIZ3 — P102-P103

ol introduction — P7 — P102
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I Long Neck End Mill |

—JJEKSLITEET]
2 Flutes Standard

BRABRANT ERAHETIEIENNT BRLHETIEREUENNT
Profile Machining Cavity Machining Slot Machining

HRC55-LN

— Picturel ‘

FEARN
UL Basic Size T4 BEAEIRAS B
Milling cutter model JE e K VIR Wi B Number of edges |Inventory status Reference number
Flute Diameter(d) |Effective Avoidance(l) Cutting Length(l1) [Shank Diameter(D) |Overall Length(L)

LN-1.2-50-2F-R0.6 12 12 18 4 50 2 [ ] 1
LN-1.2-50-2F-R0.6 12 16 18 4 50 2 [ J 1
LN-1.5-50-2F-R0.75 15 8 23 4 50 2 [} 1
LM-1.5-50-2F-R0.75 15 12 23 4 50 2 [ J 1
LN-1.5-50-2F-R0.75 15 16 23 4 50 2 [ ] 1

LN-02-50-2F-R1 2 6 B] 4 50 2 [ J 1

LN-02-50-2F-R1 2 8 3 4 50 2 [ J 1

LN-02-50-2F-R1 2 10 3 4 50 2 [} 1

LN-02-50-2F-R1 2 12 3 4 50 2 [ ] 1

LN-02-50-2F-R1 2 16 3 4 50 2 [ J 1

LN-02-50-2F-R1 2 20 3 4 50 2 [} 1
LN-2.5-50-2F-R1.25 25 8 37 4 50 2 [ J 1
LN-2.5-50-2F-R1.25 25 12 37 4 50 2 [ ] 1
LN-25-60-2F-R1.25 25 16 37 4 60 2 [} 1
LN-2.5-60-2F-R1.25 25 20 37 4 60 2 [ ] 1
LN-03-50-2F-R1.5 3 8 37 6 50 2 [ J 1

@ BEES O THAE
@ Standard Stock  OProduce by order
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WD T+ FUETE/Workpiece material recommendation 05, O

P ™M | K N S

FEw. R ry

A A
B P Pre-hardened steel, hardened steel P B Has kS Has &S
. " Aluminum e Heat resistant
Carbon steel | Alloy steel Stainless steel | cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC alloy alloy

Nodular cast iron

© © o © © o ©
a2 — P6 pRRORE] — P7  JHIZ%L — P102-P103
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I KERIERTD

| Long Neck End Mill

PQ7]53k 3784 7]
4 Flutes Standard

SPESETMEANT
Side Face Machining

SFLEETIBMINT

Step Shoulder Machining

SF G ERAENT
Straight Slot Machining

HRC55-LN

— Picturel

©
L
AICTSIN @
HA R
B iesle 572 1% FfpiRE | BRES
Milling cutter model Tz ﬁ?&ﬁ?ﬁ T K *ﬁﬁé Mk Number of edges | Inventory status | Reference number
Flute Diameter(D) | Effective Avoidance(l)|Cutting Length(l1) | Shank Diameter(d) |Overall Length(L)
LN-0.5-50-4F-L4 05 4 0.7 4 50 4 [ 1
LN-0.5-50-4F-L6 05 6 0.7 4 50 4 [ ] 1
LN-0.5-50-4F-L8 05 8 0.7 4 50 4 [} 1
LN-0.8-50-4F-L4 038 4 12 4 50 4 [} 1
LN-0.8-50-4F-L6 08 6 12 4 50 4 [ J 1
LN-0.8-50-4F-L8 038 8 12 4 50 4 (] 1
LN-0.8-50-4F-L10 038 10 12 4 50 4 [ J 1
LN-01-50-4F-L4 1 4 15 4 50 4 [} 1
LN-01-50-4F-L6 1 15 4 50 4 [ J 1
LN-01-50-4F-L8 1 8 15 4 50 4 [ ] 1
LN-01-50-4F-L10 1 10 15 4 50 4 [ ] 1
LN-01-50-4F-L12 1 12 15 4 50 4 [} 1
LN-01-50-4F-L14 1 14 15 4 50 4 [} 1
LN-1.2-50-4F-L6 12 6 18 4 50 4 [ J 1
LN-1.2-50-4F-L8 12 8 18 4 50 4 [ ] 1
LN-1.2-50-4F-L10 12 10 18 4 50 4 [ ] 1
LN-1.2-50-4F-L12 12 12 18 4 50 4 [ J 1
LN-1.5-50-4F-L6 L5 6 23 4 50 4 [ J 1
LN-1.5-50-4F-L8 15 8 23 4 50 4 [ J 1
LN-1.5-50-4F-L10 15 10 23 4 50 4 (] 1
® FEESF ORITRAS
@ Standard Stock  OProduce by order
WA T A4#H#E7F/Workpiece material recommendation 0., 0%

P ™M | K N S|
TR . AR #% N e
BRERW A& Pre-hardened steel, hardened steel TG RBES Fad = oS E
3 . Aluminum et Heat resistant
Carbon steel | Alloy steel Stainless steel | cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~65HRC Nl IED @ e alloy alloy
O O O © © O ©

GEE=p W

Naming rules
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I Long Neck End Mill |

P70k 3744 7]

4 Flutes Standard FAHIMENT FRBETEAMMT FRGERENT
Side Face Machining Step Shoulder Machining Straight Slot Machining

HRC55-LN
— Picturel
- g
L
M n %
HeA R
BETIAL S Basic Size TI% PEAEIRES ZIRES
Milling cutter model DIk oK DR Wiz I=8 3 Number of edges |Inventory status|Reference number
Flute Diameter(d) |Effective Avoidance(l) Cutting Length(l1) Shank Diameter(D) Overall Length(L)
LN-1.5-50-4F-L12 15 12 23 4 50 4 [ 1
LN-1.5-50-4F-L14 15 14 23 4 50 4 [ J 1
LN-02-50-4F-L6 2 6 3 4 50 4 [ 1
LN-02-50-4F-L8 2 8 3 4 50 4 [} 1
LN-02-50-4F-L10 2 10 3 4 50 4 [ 1
LN-02-50-4F-L12 2 12 3 4 50 4 [ ] 1
LN-02-50-4F-L14 2 14 3 4 50 4 [ ] 1
LN-02-50-4F-L16 2 16 3 4 50 4 [ 1
LN-2.5-50-4F-L8 25 8 37 4 50 4 [ 1
LN-2.5-50-4F-L10 25 10 3.7 4 50 4 o 1
LN-2.5-50-4F-L12 25 12 37 4 50 4 [ ] 1
LN-2.5-50-4F-L14 25 14 37 4 50 4 [} 1
LN-2.5-60-4F-L16 25 16 37 4 60 4 [ 1
LN-2.5-60-4F-L18 25 18 3.7 4 60 4 [ ] 1 —
LN-2.5-60-4F-L20 25 20 37 4 60 4 [ 1 g P
LN-03-50-4F-L6 3 6 45 6 50 4 [ 1 «Q 'tt
LN-03-50-4F-L8 3 8 45 6 50 4 [ ] 1 = Zﬁ
LN-03-50-4F-L10 3 10 45 6 50 4 [ ] 1 [0) 5}_\
LN-03-50-4F-L12 3 12 45 6 50 4 [ 1 % lL
LN-03-60-4F-L14 3 14 45 6 60 4 o 1 m /
S Bt
® EEETF  OMTe4/ z D
@® Standard Stock OProduce by order =

W T+ #HEF/Workpiece material recommendation 05, Ot

P M | K N S)

TRAESN. AR B s Fina e
RN AEW Pre-hardened steel, hardened steel T4 BRI Hae 5 Hae AE
. g Aluminum s Heat resistant
Carbon steel | Alloy steel Stainless steel | cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~60HRC ~ 65HRC alloy alloy

Nodular cast iron

© © o © © O ©
ap AN — P6 WAPERIRE] — P7 - Y0HIZ3 — P102-P103
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| Taper End Mill I

— kT8 T)
2 Flutes Standard

HRC55-TE
— Picturel
AICrSiN @g
HA R
BT ZasIolsizd 7% PEAFRAS SHRES
Milling cutter model J1% FHEE % Wi AR B Number of Flute | Inventory status | Reference number
Cutter Diameter(D)| Wide Diameter(l) |Shank Diameter(d) A= Overall Length(L)
TE-1.0-50-2F-R0.5 1 1.07 4 05 50 2 [ ] 1
TE-1.0-50-2F-R1 1 114 4 1 50 2 ([ ] 1
TE-1.0-50-2F-R15 1 121 4 15 50 2 [ ] 1
TE-1.0-50-2F-R2 il 128 4 2 50 2 [ ] i
TE-1.0-50-2F-R2.5 1 135 4 25 50 2 [ ] 1
TE-1.0-50-2F-R3 1 142 4 3 50 2 [J 1
TE-1.0-50-2F-R5 1 17 4 5 50 2 [ ] 1
TE-1.0-50-2F-R7 1 1.98 4 7 50 2 ([ ] 1
TE-1.0-50-2F-R10 1 241 4 10 50 2 [ ] 1
TE-15-50-2F-R0.5 15 159 4 0.5 50 2 [ ] i
TE-1.5-50-2F-R1 15 168 4 1 50 2 [ ] 1
TE-15-50-2F-R1.5 15 176 4 15 50 2 [J 1
TE-15-50-2F-R2 15 185 4 2 50 2 [ ] 1
TE-15-50-2F-R2.5 15 193 4 25 50 2 [ ] 1
TE-1.5-50-2F-R3 15 2,02 4 3 50 2 [ ] 1
— TE-15-50-2F-R5 15 237 4 5 50 2 [ ] i
Q TE-2.0-50-2F-R0.5 2 21 4 05 50 2 [ ] 1
-8 TE-2.0-50-2F-R1 2 221 4 1 50 2 [J 1
i TE-2.0-50-2F-R1.5 2 231 4 15 50 2 [ ] 1
I':SI'I TE-2.0-50-2F-R2 2 241 4 2 50 2 [ ] 1
o TE-2.0-50-2F-R2.5 2 252 4 25 50 2 [ ] 1
5 ® FEAETT OmmITHRA

@ Standard Stock  OProduce by order

WAN T A1/ Workpiece material recommendation 0%, O

P ™M | K

TR FAEH ek N BN
RN HEW Pre-hardened steel, hardened steel TEHN PREBEG Hae o #ae | WROS
Carbon steel | Alloy steel Stainless steel | castiron | Copperalioy | 7™ | Titanium alloy | 63t fesistan
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

©) © ©) ©) ©) ©) ©)

P102-P103
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HRC55-TE

ISk T T
2 Flutes Standard

HEESIEET]

Taper End Mill

E—

Picturel

AicrsiN | | o Juiea @9
HEA R
BETIR S Basic Size T FEAERA ZHRES
Milling cutter model I biskere W ARE mE Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Wide Diameter(i) |Shank Diameter(d) A< Overall Length(L)

TE-2.0-50-2F-R3 2 2,65 4 3 50 2 [ ] 1
TE-2.0-50-2F-R3 2 3.05 4 3 50 2 ([ ] 1
TE-2.0-50-2F-R7 2 347 4 7 50 2 [ ] 1
TES-2.0-50-2F-R10 2 111 6 10 50 2 [ 1
TE-25-50-2F-R0.5 25 2,64 4 05 50 2 [ ] 1
TE-2.5-50-2F-R1 25 2.87 4 1 50 2 [ ] 1
TE-25-50-2F-R1.5 25 291 4 15 50 2 [ ] 1
TE-2.5-50-2F-R2 25 3.05 4 2 50 2 ([ ] 1
TE-2.5-50-2F-R2.5 25 32 4 25 50 2 [ ] 1
TE-2.5-50-2F-R3 225) 333 4 3 50 2 [ ] 1
TE-25-50-2F-R5 25 39 4 5 50 2 [ ] 1
TES-3.0-50-2F-R0.5 3 317 6 05 50 2 [ 1
TES-3.0-50-2F-R1 3 335 6 1 50 2 [ 1
TES-3.0-50-2F-R1.5 3 352 6 15 50 2 [ J 1
TES-3.0-50-2F-R2 3 3.69 6 2 50 2 [ ] 1
TES-3.0-50-2F-R2.5 3 3.87 6 25 50 2 (] 1
TES-3.0-50-2F-R3 3 4.05 6 3 50 2 [ ] 1
TES-3.0-50-2F-R5 3 4.75 6 5] 50 2 [} 1
TES-3.0-50-2F-R7 3 6 6 7 50 2 [ ] 1
TE-3.0-50-2F-R10 B 6.52 8 10 50 2 [ 1
TES-4.0-50-2F-R0.5 4 4.26 6 05 50 2 [ ] 1

WA T AR/ Workpiece material recommendation o

®EE
Very Suitable

B&
Suitable

® EEET

Oz B

@ Standard Stock  OProduce by order

TR, RN ek N PV
RN BEN Pre-hardened steel, hardened steel TG RBLEG Fae " & #oe | M7 = -
Carbon steel | Alloy steel Stainless steel | castiron | Copperalioy | ““T™™ | Titanium alloy | 62" reSStan
~40HRC ~50HRC ~55HRC ~65HRC Nl @2 e alloy alloy
©) ©) ©) ©) © ©)

an AL

Naming rule

Cutting p

P102-P103

P102-P1
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v

| Taper End Mill I

PO70SEsL37 5% T]
4 Flutes Standard

HRC55-TE

E— Picturel

AICISIN E = %

FEA R
UL Basic Size T PEAPAR S SHE S
Milling cutter model Ttz HEE 7 W ARE mE Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Wide Diameter(l) |Shank Diameter(d) A= overall Length(L)
TE-1.0-50-4F-R0.5 1 1.07 4 05 50 4 [ ] 1
TE-1.0-50-4F-R1 1 114 4 1 50 4 [} 1
TE-1.0-50-4F-R1.5 1 121 4 15 50 4 [ ] 1
TE-1.0-50-4F-R2 1 1.28 4 2 50 4 [} 1
TE-1.0-50-4F-R2.5 1 135 4 25 50 4 [ ] 1
TE-1.0-50-4F-R3 1 142 4 3 50 4 (] 1
TE-1.0-50-4F-R5 1 17 4 5 50 4 [ 1
TE-1.0-50-4F-R7 1 1.98 4 7 50 4 [ ] 1
TE-1.0-50-4F-R10 1 241 4 10 50 4 [ ] 1
TE-1.5-50-4F-R0.5 15 1.59 4 05 50 4 [ ] 1
TE-1.5-50-4F-R1 15 1.68 4 1 50 4 [ 1
TE-1.5-50-4F-R1.5 15 1.76 4 15 50 4 [ ] 1
TE-1.5-50-4F-R2 15 1.85 4 2 50 4 [ ] 1
TE-1.5-50-4F-R2.5 15 1.93 4 25 50 4 [ 1
TE-1.5-50-4F-R3 15 2.02 4 3 50 4 [ ] 1
%& — TE-1.5-50-4F-R5 fI%b) 237 4 5 50 4 [ J 1
Q TE-2.0-50-4F-R0.5 2 21 4 05 50 4 [ ] 1
J# g TE-2.0-50-4F-R1 2 221 4 1 50 4 [ 1
5 1 TE-2.0-50-4F-R1.5 2 231 4 15 50 4 ® 1
AVA 51 TE-2.0-50-4F-R2 2 241 4 2 50 4 ° 1
/__E% o TE-2.0-50-4F-R2.5 2 252 4 25 50 4 ° 1
<
7] — ® EEAEf ORTHEAS

@ Standard Stock  OProduce by order

WANT A1t/ Workpiece material recommendation 0%, O

0 ewweeswwes 0 0]
P ™M | K N B

TEn. RN F%

WEN AW Pre-hardened steel, hardened steel RER B Hae Afgﬁﬁ see |, iﬁ‘{?’%ﬁf :
Carbon steel | Alloy steel Stainless steel | castiron | Copper alloy UMINUM | Titaniym alioy | 62t resistan
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

© © o © © o ©
B — P6 P iRE] — P7  fJJHIZE — P102-P103

ol introduction — P7 Cutting parameters — P102-P103
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___________________________ L mEve]

I Taper End Mill |

PUT)SPSLST 7]
4 Flutes Standard

HRC55-TE

[El— Ppicturel

AICISIN Ef’iéﬁ:iﬁﬁl @9

FA R
VRS Basic Size TI% PEAE RS ZIRES
Milling cutter model I b iR A K Number of edges | Inventory status | Reference number
Cutter Diameter(D) Wide Diameter(l) |Shank Diameter(d) A= Overall Length(L)
TE-2.0-50-4F-R3 2 265 4 3 50 4 [ 1
TE-2.0-50-4F-R3 2 3.05 4 3 50 4 [ ] 1
TE-2.0-50-4F-R7 2 347 4 7 50 4 [ ] 1
TES-2.0-50-4F-R10 2 111 6 10 50 4 [ J 1
TE-2.5-50-4F-R0.5 25 264 4 05 50 4 [ ) 1
TE-2.5-50-4F-R1 215 287 4 1 50 4 [ ] 1
TE-2.5-50-4F-R15 25 291 4 15 50 4 [ ) 1
TE-2.5-50-4F-R2 215) 3.05 4 2 50 4 [ ] 1
TE-2.5-50-4F-R2.5 25 32 4 25 50 4 [ 1
TE-2.5-50-4F-R3 25 G168 4 5] 50 4 [ ) 1
TE-2.5-50-4F-R5 25 39 4 5 50 4 [ 1
TES-3.0-50-4F-R0.5 3 3.17 6 05 50 4 [ ] 1
TES-3.0-50-4F-R1 3 335 6 1 50 4 [ 1
TES-3.0-50-4F-R15 3 352 6 "5 50 4 [ ] 1
TES-3.0-50-4F-R2 3 3.69 6 2 50 4 [ ] 1
TES-3.0-50-4F-R2.5 3 387 6 25 50 4 [ ] 1 kY
TES-3.0-50-4F-R3 3 4.05 6 3 50 4 [ 1 Q_)| %ﬁ
TES-3.0-50-4F-R5 3 475 6 5 50 4 [ J 1 -(?) }_-EF
TES-3.0-50-4F-R7 3 6 6 7 50 4 ° 1 = 5
TE-3.0-50-4F-R10 3 6.52 8 10 50 4 [ ] 1 rjn lL
TES-4.0-50-4F-R0.5 4 4.26 6 05 50 2 [ ] 1 o /{.9&
® NEBtE  OfRiT#t % 7]

@ Standard Stock OProduce by order

WA T A1t/ Workpiece material recommendation 0%, 0.

™M | K

TRAEEN. FAEEN o ane N
RN A& Pre-hardened steel, hardened steel T4 PREBLEG S " = sae | ME ;:_-st .
Carbon steel |  Alloy steel Stainless steel | castiron | Copperalioy | 7™ | Titanium alloy | 63t fesistan
~40HRC ~50HRC ~55HRC ~65HRC alloy alloy

Nodular cast iron

(@) @) O (@) (@) O (@)
el 2 P102-P103

Nami Cutting P102-P103 85



B v

| Taper End Mill I

—JJEKSLITEET]
4 Flutes Standard

HRC55-TE
AiCrsiN | | o Jazzas @
FEARF
IS Basic size pE FEAEIRAS BIEES
Milling cutter model J% itk J iR AR mE Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Wide Diameter(l) |Shank Diameter(d) A<= Overall Length(L)
TBS-4.0-50-2F-R1 4 452 6 1 50 2 [ ] 1
TBS-4.0-50-2F-R1.5 4 479 6 15 50 2 [ 1
TBS-4.0-50-2F-R2 4 5.02 6 2 50 2 [ ] 1
TBS-4.0-50-2F-R.5 4 531 6 25 50 2 [ 1
TBS-4.0-50-2F-R3 4 537 6 3 50 2 [ ] 1
TB-4.0-60-2F-R5 4 6.62 8 5 60 2 [ 1
TB-4.0-60-2F-R7 4 8 8 7 60 2 [ ] 1
TB-4.0-75-2F-R10 4 10 10 10 75 2 [ ) 1
TBS-5.0-60-2F-R0.5 5 5.34 6 05 60 2 [ 1
TBS-5.0-60-2F-R1 5 57 6 1 60 2 [ ] 1
TBS-5.0-60-2F-R1.5 5 6 6 15 60 2 [ ] 1
TB-5.0-60-2F-R2 5] 6.39 8 2 60 2 [} 1
TB-5.0-60-2F-R2.5 5 6.74 8 25 60 2 [ 1
TB-5.0-60-2F-R3 5] 71 8 3 60 2 [ ] 1
. TB-5.0-75-2F-R5 5 85 10 5 75 2 [ ] 1
%E g_)| TB-5.0-75-2F-R10 5 12 12 10 75 2 [ ] 1
}—1:'_‘— -8 TB-6.0-60-2F-R0.5 6 6.33 8 05 60 2 [ ] 1
‘x - TB-6.0-60-2F-R1.5 6 7.05 8 15 60 2 [ ] 1
E g‘l TB-6.0-60-2F-R2 6 74 8 2 60 2 ° 1
%—% o TB-6.0-60-2F-R2 6 [S, 8 25 60 2 [ 1
<
‘73 = ® EEET  OMTHR4AS
@ Standard Stock  OProduce by order
WA T AR/ Workpiece material recommendation 0%, O,

TEH . AR #% N e
BRERW AW Pre-hardened steel, hardened steel IR RBEH e = POV wE
- i Aluminum s Heat resistant
Carbon steel | Alloy steel Stainless steel [ cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~65HRC Nl s e alloy alloy
O O O O O O O

P6

Naming rules 6

GEE=p

E% I8&% — P102-P103

Cutting parameters — P102-P103

FhERIRG — P7

duction
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Be Good Go Better

___________________________ | EESTEET]

I Taper End Mill |

—JBKkSLITEET]
2 Flutes Standard

HRC55-TE

[El— Picturel

AICISiN E = 69

AR
VAR Basic Size TI% PEAEIRAS ZIRES
Milling cutter model Iz HE7 Wz AR B Number of Flute | Inventory status | Reference number
Cutter Diameter(D) Wide Diameter(l) |Shank Diameter(d) A= Overall Length(L)
TB-6.0-75-2F-R3 6 81 10 3 75 2 [ ] 1
TB-6.0-75-2F-R5 6 9.5 10 5 75 2 [ ] 1
TB-6.0-75-2F-R7 6 11 12 7 75 2 [ 1
TB-4.0-50-2F-R10 6 14 14 10 75 2 [ 1
TB-8.0-75-2F-R0.5 8 844 10 05 75 2 [ 1
TB-8.0-75-2F-R1 8 8.87 10 1 75 2 [ i
TB-8.0-75-2F-R1.5 8 9.32 10 15 75 2 [ ] 1
TB-8.0-75-2F-R2 8 9.75 10 2 75 2 [ ] 1
TB-8.0-75-2F-R3 8 10.63 12 3 75 2 [ 1
TB-8.0-75-2F-R5 8 12.37 14 5 75 2 [} 1
TB-8.0-100-2F-R7 8 14 16 7 100 2 [ 1
TB-8.0-100-2F-R10 8 18 18 10 100 2 [ i
TB-10-75-2F-R0.5 10 10.61 12 05 75 2 [ ] 1
TB-10-75-2F-R1 10 11.22 12 1 75 2 [ ] 1
TB-10-75-2F-R15 10 11.83 12 15 75 2 [ ] 1
TB-10-75-2F-R2 10 13.06 14 2 75 2 [ 1
TB-10-75-2F-R3 10 13.67 14 3 75 2 [ ] 1
TB-10-100-2F-R5 10 16 16 5] 100 2 [ ] i

® EEETF  OiTBA

@ Standard Stock OProduce by order

)
o
()
=
m
]
(oF
<

i
&
%
7]

WD T+ #HEF/Workpiece material recommendation 0555 Ot

P M | K N B

T BEW. AR ey

A A
B A4 Pre-hardened steel, hardened steel P HBs Hase HEEE Ghas EEE
. : Aluminum s Heat resistant
Carbon steel | Alloy steel Stainless steel | cast iron Copper alloy Titanium alloy
~40HRC ~50HRC ~55HRC ~ 65HRC alloy alloy

Nodular cast iron

©) ©) ©) O © ©) O

ap ANl — P6 WP RiRB) — P7  iJHIZE — P102-P103

ning rules — P6 Symbol introduction — P7 itting parameters —
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FE-2F / CR-2F HRC45

. $5ELFor Steels,Cast [ron——Ui#% Side Milling

AN T K& Ve 717]
Workpiece Material (mm) m/min | Tool Diameter L 2 4 6 8 10 12 16 20
ap<1D i 50000 | 27070 | 13540 | 9020 6770 5410 4510 3380 2710
BIAE S P= 170 (min-1)
e
(< 45HRC) ae<0.12D BRI 1410 1080 890 810 840 810 770 740 650
P (mm/min)
~ ap<1D HE 38220 | 19110 | 9550 6370 4780 3820 3190 2390 1910
EEa] 120 (min-1)
Seans
(45HRC) ae<0.1D BRI 540 460 480 480 550 500 450 360 330
(mm/min)
ap<1D (ﬁf 1y 41400 | 20700 | 10350 | 6900 5180 4140 3450 2590 2070
M RER 130 e
ae<0.12D (r{; /m?‘n ) 830 620 620 550 620 580 550 470 410
3 ap<1D ; 47770 | 23890 | 11940 | 7960 5970 4780 3980 2990 2390
G (E‘?‘JE N
HEBHEHR 150 TN
K (<32HRC) | ae<0.12D (rm/mir) 960 760 720 720 660 620 600 540 480
LN R
HA L ap<1D 0 (min-1) 41400 | 20700 | 10350 | 6900 5180 4140 3450 2590 2070
~ e
(35-45HRC) | ,.<01p BRI 660 540 500 550 520 500 480 410 370
(mm/min)
4. $58kFor Steels,Cast Iron——#&%t Slotting
AN Tk YK Ve 7]
Workpiece Material (mm) m/min | Tool Diameter L 2 4 ¢ e el 12 oL )
o 25480 | 12740 | 6370 4250 3190 2550 2120 1590 1270
MG EM ap<1D 80 (min-1)
(< 45HRC) RS 510 510 510 430 380 360 340 380 380
P (mm/min)
~ "k 19110 | 9550 4780 3190 2390 1910 1590 1190 960
&M ap<0.5D 60 (min-1)
(45HRC) p=0. AR
> 230 230 290 260 220 210 210 220 210
(mm/min)
(%ﬁ " 17520 | 8760 4380 2920 2190 1750 1460 1100 880
M RSN ap=<0.3D 55 ﬁg'f; =
(n{r;];nﬁ) 250 180 150 190 190 190 190 160 150
S22 i X 17520 | 8760 4380 2920 2190 1750 1460 1100 880
HRB&Y | ap<08D 55 ﬁ(ﬂ”ﬁfﬁg
== I
K ( <32HRC) (mm/min) 320 210 180 210 210 200 200 180 160
LN iR
=A e a=050 o (min-1) 17520 | 8760 4380 2920 2190 1750 1460 1100 880
- <0. e
(35-45HRC) HRESE 250 180 150 190 190 190 190 160 150
(mm/min)

115 AN SRR,

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

2 IBTRIEIRIERE. RERIMEEN &S BRI AR,

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

3. PRERBNABKANERMELUTES , IRTDESKIIK , IMTRZ=4EiR ;
IR | IBELEEL S , HHEAEREITIRE.

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.




FE-2F / CR-2F HRC55

. FH5ELFor Steels,Cast [ron——Ui$% Side Milling

o T4t YIHIE Ve 717]
Workpiece Material (mm) m/min | Tool Diameter & - © 9 & e e A
iR
BA e ap<15D 0 (minc1) 19110 | 14330 | 9550 7170 5730 4780 3580 2870
(<45HRC) | e<015D BRI 1070 1030 920 930 920 860 860 860
P (mm/min)
2w ap<1D (%ﬁ " 19800 | 10350 | 6900 5180 4140 3450 2590 2070
(45HRO) 130 ey
ae<0.12D RIEER 610 580 550 620 560 500 410 370
(mm/min)
ap<15D iz 13800 | 10350 | 6900 5180 4140 3450 2590 2070
M | e w g
ae<0.15D I 690 660 590 650 610 590 490 460
(mm/min)
IR EEE ap<15D o 16990 | 12740 | 8490 6370 5100 4250 3190 2550
REHH 160 (min-1)
a0 (<32HRC) | ae<015D BRI 850 820 820 750 700 680 610 560
K ‘ (mm/min)
Sooks ap<1D (ﬁnﬁ " 14860 | 11150 | 7430 5570 4460 3720 2790 2230
B 140 oA
(35-45HRC) | .o <012p HEERE 650 670 670 620 580 560 500 460
(mm/min)
" .
X154, $58kFor Steels,Cast lron——i&%4 Slotting
A TR} YIHIE Ve 717)
Workpiece Material (mm) m/min | Tool Diameter 3 4 6 8 10 12 16 20
=57
BEASH ao=080 o (i) 8490 6370 4250 3190 2550 2120 1590 1270
( < 45HRC) fﬁﬁi ) 430 540 440 400 370 350 400 410
P PO (%.ﬁ 1 6370 4780 3190 2390 1910 1590 1190 960
(D45\I11RC) ap<0.3D 60 ;#_én‘;mé =
(m';] /mﬁ ) 260 310 270 230 220 220 230 230
(%ﬁ L 5840 4380 2920 2190 1750 1460 1100 880
M T ap<03D | 55 ey J,;
(m';] Jin ) 140 160 200 200 200 190 170 160
TR 5B (%ﬁ- ! 5840 | 4380 | 2920 | 2190 1750 1460 1100 880
HB&ES | ap<05D | 55 S
— (< 32HRC) (m—;/mﬁ \ 210 250 250 220 210 200 190 170
K Haatu . o (fff;_ 2 5310 3980 2650 1990 1590 1330 1000 800
ap<0. ThaAs
(35-45HRC) fﬁﬁ% ) 160 180 210 180 180 170 160 140

115N MRS AIHLARFNT I,

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

2 TEHRIEIIEIERE. IRENIMFER B R ENHAEE.

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

3. ERRERNESKANEEMELITHAES , MRNESKIK , TS ER

LR | ISESFRREE | HHAEREIRE.,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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FE-4F / CR-4F HRC45

Wi, §5EKFor Steels,Cast lron——MIE% Side Milling

I LAEL VIl Ve 717} 1 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min Tool Diameter
=3t
BEALH ap<1D o (i) 50000 | 27070 | 13540 | 9020 6770 5410 4510 3380 2710
rye
(<45HRC) | e<0.12D BRI 2820 2170 1790 1620 1680 1620 1530 1490 1300
P (mm/min)
N ap<1D Hox 38220 | 19110 | 9550 6370 4780 3820 3190 2390 1910
=gl 120 (min-1)
45HR A
(45HRC) ae<0.1D R 1070 920 960 970 1110 990 890 720 650
(mm/min)
ap<1D (ffmﬁ; " 41400 | 20700 | 10350 | 6900 5180 4140 3450 2590 2070
I\/I W 130 P
ae<0.12D R 1660 1240 1240 1100 1240 1160 1100 930 830
(mm/min)
S22 ap<1D (fl’f_ " 47770 | 23890 | 11940 | 7960 5970 4780 3980 2990 2390
DR 150 FAEE
K (<32HRC) | ae<012D (n;; /mﬁn 1910 1530 1430 1430 1310 1240 1190 1080 960
| R
| saeeu ap<1D 0 (i) 41400 | 20700 | 10350 | 6900 5180 4140 3450 2590 2070
a YT
(35-45HRC) | .o<01p f‘f{%’fﬂ’%‘) 1330 1080 990 1100 1040 990 970 830 750

FE-4F / CR-4F HRC55

M. $55%For Steels,Cast Iron——{ll%% Side Milling

ATkt PIHIE Ve 77
Workpiece Material (mm) m/min Tool Diameter & . g e 1o Le = A
R
BRAST ap<1.5D 50 (min-1) 19110 | 14330 | 9550 7170 5730 4780 3580 2870
Shans
(<45HRC) | e<0.15D R 2140 2060 1830 1860 1830 1720 1720 1720
P (mm/min)
N ap<1D o 19800 | 10350 | 6900 5180 4140 3450 2590 2070
] (min-1
ok 130 min-1)
(45HRC) ae<0.12D BRI 1210 1160 1100 1240 1130 1010 830 750
(mm/min)
— ap<1.5D HoE 13800 | 10350 | 6900 5180 4140 3450 2590 2070
(min-1)
M AW 130 BREE
ae<0.15D SRIE 1380 1330 1190 1300 1230 1170 980 910
(mm/min)
Rk ap<15D (fff_ " 16990 | 12740 | 8490 6370 5100 4250 3190 2550
RBHH® 160 e
m (<32HRC) | ae<015D ’(;1';] /m; ) 1700 1630 1630 1500 1410 1360 1210 1120
=35
AN Hosss ap<1D 0 (min-1) 14860 | 11150 | 7430 5570 4460 3720 2790 2230
- 4AY
(85-45HRC) | ,e<0.12D (ﬁr{;ﬁi) 1310 1340 1340 1250 1160 1120 1000 910

1. 15N MRS AIHLARFNT IR,

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

2 BIRIEIRIERE. RERIMEER &S BB ERIH AR,

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

3. ERERBNAESKANERAMELUTES , IRDESIKIEK , MIRZF=ER ;
e |, IBIEHEREALE |, FHAREFIRE,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.




Be Good Go Better

___________________________ | mEwsE

| Recommended Cutting Date |

FE-6F HRC55

W14, $5kFor Steels,Cast lron——I$% Side Milling

A0 TAr YIHIE Ve 77 3 4 6 8 10 12 16 20
Workpiece Material (mm) m/min Tool Diameter
=30
BA SN ap<15D 0 (aine1) 19110 | 14330 | 9550 7170 5730 4780 | 3580 2870
485
(<45HRC) | e<0.15D BERE 3210 3100 2750 2800 2750 2580 | 2580 2580
(mm/min)
P N ap<1D i 19800 | 10350 | 6900 5180 4140 3450 | 2590 2070
&M 130 (min-1)
485
(45HRC) ae<0.12D HERE 1820 1740 1660 1860 1690 1510 1240 1120
(mm/min)
ap<15D (%’E 3 13800 | 10350 | 6900 5180 4140 3450 | 2590 2070
REH 130 i
M e
ae<0.15D > 2070 1990 1780 1960 1840 1760 1480 1370
(mm/min)
%7273 ap<15D " R 16990 | 12740 | 8490 6370 5100 4250 3190 2550
BB % 160 F
m (<32HRC) | ae<0.15D (m/min) 2550 2450 2450 2260 2110 2040 1820 1680
iR
otk ap<1D o0 (i) 14860 | 11150 | 7430 5570 4460 3720 | 2790 2230
i e
(35-45HRC) | 00120 ’i—;ﬁ% ) 1960 2010 2010 1870 1740 1670 1510 1360

115 AR SRR TIA.

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

2 ERIETIRIERE., RENIMEFER RIS SRR AT AR,

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

3. PRERIRRDNASKAERAMELITHATES , IRTNESKIK , INTRZ~EHR ;
IHERT |, ISELPEREE |, HAREIITIRE,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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{iées iﬁﬁu Be Good Go Better

B G O /I
r 1
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BN-2F HRC45

14, #5kFor Steels,Cast lron——{F#25% Profiling

) VIR Ve D
W”Iﬁﬂ . VIR & . 71.7] 1 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min Tool Diameter
ap<0.2D ok 50000 | 25480 | 12740 | 8490 6370 5100 4250 3190 2550
BINE SN 160 (min-1)
45HRC A
(< ) ae<0.3D BRI 920 920 970 990 970 970 980 960 820
P (mm/min)
N ap<0.2D o 38220 | 19110 | 9550 6370 4780 3820 3190 2390 1910
ki 120 (min-1)
45HRC A
( ) ae<0.25D BRI 460 460 540 590 620 610 640 570 570
(mm/min)
— ap<0.2D (%.ﬁ 1 35030 | 17520 | 8760 5840 4380 3500 2920 2190 1750
M | 7o o gt
ae<0.2D R 490 530 560 610 610 600 610 570 560
(mm/min)
RE ap<0.2D %’El 44590 | 22290 | 11150 | 7430 5570 | 4460 3720 2790 2230
RBHH 140 S
/TK (<32HRC) | @ae<02D (mm/min) 620 670 710 770 780 760 780 730 710
) =304
— HAL s ap=<0.3D o (min-1) 35030 | 17520 | 8760 5840 4380 3500 2920 2190 1750
= e
(35-45HRC) | 2e<04p ﬁ“ﬁnﬁ) 1400 1400 1400 1400 1400 1400 1400 1400 1400

FE-2F HRC55

M. §H5ELFor Steels,Cast lron——{B#Z55% Profiling

AT AR DRI & Ve 7171
Workpiece Material (mm) m/min Tool Diameter 4 > 6 ! 8 o 10 1 2
BALN ap<0.2D (Erfilrii;l) 12740 10190 8490 7280 6370 5660 5100 4630 4250
160
e
m (< 45HRC) ae<0.3D ](‘%:1%“%) 1020 1020 1020 1020 1020 1020 1020 1020 1020
P 244 ap<0.15D (ﬁf 1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
ey 120 -
eaAs
(;DJ (45HRC) ae<0.15D tﬁ‘;\ﬁ{i) 610 640 660 630 620 610 610 610 610
0 .
o — ap=<0.2D %]E 1 8760 7010 5840 5010 4380 3890 3500 3190 2920
S IRVIREE 110 )
3 ae<0.2D R 610 630 640 630 630 620 630 640 640
@ ( mm!min)
> KB ap<0.2D (E’ég 10 11150 8920 7430 6370 5570 4950 4460 4050 3720
>3 RBHS 140 ST
] ITK (<32HRC) | ae<02D ”(;1'; /mﬁ] ) 780 800 8220 800 800 790 800 810 820
(@) 235
— = A ap<0.1D ] 9550 7640 6370 5460 4780 4250 3820 3470 3190
=2 (35- )| ae<01D (r{;]%; ) 610 640 660 660 670 650 650 660 670
> L
«Q
O
=4
o 1. 15BN MRS AIHLARFNT I,

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

2 BIRIEIRIERRE. RERIMEER G S EREERNH AR,

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

3. ERERBDNAESKANERAMELUTES , IRDESKIEK , MITRZ~ER ;
ILERY |, IBIESEEEEE |, HAEEIIRE,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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End Mill

___________________________ | mEusE

| Recommended Cutting Date |

BN-4F HRC45

1. $EskFor Steels,Cast lron——{FH2%% Profiling

BIMLIHH VIR Ve ol 1 2 4 6 8 10 P 16 20
Workpiece Material (mm) m/min Tool Diameter
=37
B S ap<0.2D 50 (min-1) 50000 | 25480 | 12740 8490 6370 5100 4250 3190 2550
Shans
(< 45HRC) ae<0.3D &’“Efg 1830 1830 1940 1970 1940 1940 1950 1910 1830
P (mm/min)
~ ap=<0.2D %ﬁ 38220 | 19110 9550 6370 4780 3820 3190 2390 1910
&M 120 (min-1)
45HR H83
(45HRC) ae<0.25D ]&‘”’z}g 920 920 1070 1140 1240 1220 1270 1150 1150
(mm/min)
ap=<0.2D (ffmﬁ; 1 35030 | 17520 8760 5840 4380 3500 2920 2190 1750
M THW 110 GeEE
ae<0.2D I 980 1050 1120 1210 1230 1190 1230 1140 1120
(mm/min)
R ap=<0.2D (ﬁﬁ n 44590 | 22290 | 11150 7430 5570 4460 3720 2790 2230
HRE % 140 F
K (<32HRC) | ae<02D (r{;’;}i} ) 1250 1340 1430 1550 1560 1520 1560 1450 1430
ik
S . <0.3D 35030 | 17520 8760 5840 4380 3500 2920 2190 1750
SESHB% ap 110 (min-1)
- 3
(35-45HRC) | .o<04p }‘%{:‘ﬁfi ) 2800 2800 2800 2800 2800 2800 2800 2800 2800

FE-4F HRC55

P, $EEkFor Steels,Cast [ron——{FHZEkE Profiling

BTk UIHI& Ve 717

Workpiece Material (mm) m/min | Tool Diameter 4 2 ¢ ! E 2 £ . =
235
N ap<0.2D : 12740 | 10190 | 8490 7280 6370 5660 5100 4630 4250
et 100 e
ae<0.3D FHIR 2040 2040 2040 2040 2040 2040 2040 2040 2040
P (mm/min)
N ap<0.15D woE 9550 7640 6370 5460 4780 4250 3820 3470 3190
] 1
CE 120 (min-1] ~
(45HRC) ae<0.15D BERE 1220 1280 1330 1270 1240 1220 1220 1210 1210 1)
(mm/min) A
ap<0.2D (%ﬁ 3 8760 7010 5840 5010 4380 3890 3500 3190 2920 °
M | ##% 110 Smind) =
ae<0.2D RIS 1230 1260 1290 1260 1260 1250 1260 1270 1290 3
(mm/min) ()
WS =73 ap<0.2D iz 11150 | 8920 7430 6370 5570 4950 4460 4050 3720 3
KBS 140 (min-1) o
< 32HRC ae<0.2D BERE 1560 1610 1640 1610 1610 1590 1610 1620 1640 g
K ( ) e (mm/min)
S =5 0
Sosey | ap<OID o (1) 9550 7640 6370 5460 4780 4250 3820 3470 3190 c
_ 45 =+
(35-45HRC) | Jo<01D BERE 1220 1280 1330 1310 1340 1310 1300 1320 1340 =k
(mm/min) >
(o]
g
. N —+
1.5 AR MR SR ARFI TR, Y

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

2 TBHRIEIIEIEE. RENMFEN &SRB R AT,

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

3. FRERIRBNAEBKAERAMELUTHATES , (IRJNESKSK , INTRZ=EHRK ;
IHERT | ISEHREEER , HAREITIRE.,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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RE-4F HRC55

M. FH5ELFor Steels,Cast [ron——#&%% Slotting

AT AR YIHl= Ve 7171 6 8 10 12 16 9
Workpiece Material (mm) m/min | Tool Diameter
e
~ i 4250 3190 2550 2120 1590 1270
g | = | o — e
— R 760 700 660 640 700 710
P (mm/min)
e %ﬁ 3190 2390 1910 1590 1190 960
e ap<05D 60 (min-1)
( ) ﬁ'”ﬁg 380 380 380 380 330 310
(mm/min)
ﬁ (ffl’f 1 2920 2190 1750 1460 1100 880
M REER ap<0.5D 55 Sy
ﬁ—ﬂﬁ 350 350 350 350 310 280
(mm/min)
IR EER (ffl’f " 2920 2190 1750 1460 1100 880
IREBSEE ap<1D 55 e
ﬁ ( <32HRC) (mm/min) 370 370 360 350 310 280
= 3E
A e a=08D o \ (Zﬂn' N 2920 2190 1750 1460 1100 880
(35-45HRC) ﬁ,ngg 350 350 350 320 290 260
(mm/min)
BRERES (ﬁ% " 9550 7170 5730 4780 3580 2870
EEEES ap<1D 180 e
m (Si < 12%) (/i) 1910 1720 1610 1530 1860 1930
o s (Eﬁ 1 8490 6370 5100 4250 3190 2550
< HB200 ap<ib | 160 iﬁrézli%@z
( ) TR 1530 1400 1300 1270 1400 1430
(mm/min)

115 NIRRT LARFN IR,

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

2 BIRIETIRIEE. RENIMEFEIRAIE L AR RN SRE.

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

3. EXREERNAESKNERAMELUTIAER , IRDESKEK , TS LR ;
RS, BEREERER |, HAEEIRE.
The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.




ST-4F HRC60

A58 For Stainless Steels——g% Side Milling

-
|

o Wi 717]
WA TAAR )kl Ve
Workpiece Material | (mm) m/min DiaTrzZIter e z & ® g e iz & 2o
ap<1D i 25000 15900 7960 5300 3980 3180 2650 1990 1590
M | 7sn 0 ) fpmnt
ae<o1p | (80-120) HDE 700 635 700 680 760 660 600 490 460
(mm/min)
355X For Stainless Steels——#&#% Slotting
X Wi N7
?&mlﬁﬂ . IR Vc. Tool 1 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min Diameter
ap<0.1D E 14330 7165 3580 2390 1790 1430 1195 895 715
IR ° (min-1)
ae<1D (35-55) ﬁgggfg 400 280 240 310 310 310 310 270 240
(mm/min)

1.5 BRI MRS AT LARFN IR,

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

2BIRETIRIEE. RENIMFERAIES ARG EMHAIEE.

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

3. ERERBDNASKAERMELTHTES , RTNESKIISK , TR ERD ;

LR | iSES AR | AR

SR EL

INE,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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ST-2F HRC60

A5 For Stainless Steels——{B#ZE% Profilling

g o 77
S b=
BIMIHE | VHE ve Tool 1 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min .
Diameter
ap<0.2D %ﬁ 25000 15900 7960 5300 3980 3180 2650 1990 1590
I\/I e 100 (min-1)
ae<0.2D (80-120) ’ﬁ%ﬁg 280 480 510 550 560 540 560 520 510
(mm/min)

ST-4F HRC60

355X For Stainless Steels——{FHZt Profilling

S = N7
S PIHIE
?&jﬂ IHH ) IEIE Ve ) Tool 1 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min .
Diameter
( ) ap<0.2D 45 %ﬁ 25000 15900 7960 5300 3980 3180 2650 1990 1590
R {min-1)
M (35-55) [ mAEE
ae<0.2D - 560 955 1020 1100 1110 1080 1115 1030 1020
(mm/min)

115 NIRRT IR,

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

2 BIRIETIRIEE. RENIMEFERAIE S AR RN HAEE.

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

3. ERERBNAESKAERMELATHATES , MRTDVESKIIK , TSR
LR | BB | HHAREFIRE.

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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FE-2F / CR-2F HRC60

BN, ZEEN For Alloy steel,Hardenen Steel——l§% Side Milling

N = 7171
) |
%&7.]” LIAAHL . Bl Ve . Tool 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min ’
Diameter
T A& ap<1D i 1 19110 9550 6370 4780 3820 3190 2390 1910
(<600HRC) | ae<0.05D e 380 380 380 380 370 360 310 290
(mm/min)

FE-4F / FE-6F / CR-4F HRC60

BE4N. ZEEN For Alloy steel,Hardenen Steel——{ll&% Side Milling

3 i 7171
N | &
WIMIAE | HE Ve Tool 2 4 6 8 10 12 16 20
Workpiece Material | (mm) m/min )
Diameter
T 1) AEW ap<1D %ﬁ 1 19110 9550 6370 4780 3820 3190 2390 1910
R 20 R
21 (<600HRC) | ae<0.05D “RIE 760 760 760 760 730 710 620 570
(mm/min)

1. 15BN MRS AIHLARFN IR,

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

2 BIRIETIHIERE., RERIMFER TGS EREGRENHAIERE,

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

3. EREERNAESKAERMELUTHTES , IRTNESKIESK , IR ERD ;
LR | ISESERER | HARETIRE.

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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BN-2F HRC60

BEiN. ERRIN For Alloy steel,Hardenen Steel——{/#Z4% Slotting

§ . 77
N | =
WIMIR | I Ve Tool 2 4 6 8 10 12 16 20
Workpiece Material | (mm) m/min ;
Diameter
A4 | ap<0.03D e 31850 15920 10620 7960 6370 5310 4550 3980
N (min-1)
H | #eas 00 o
HEREE
= % | (<600HRC)| ae<0.03D > 510 570 590 610 570 570 530 490
(mm/min)

BN-4F HRC60

BEIN. ZEEN For Alloy steel,Hardenen Steel——{572%% Slotting

s i 7171
N | =
WINIHE | DHE ve Tool 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min )
Diameter
444 | ap<0.03D §§.i§ 1 31850 15920 10620 7960 6370 5310 4550 3980
H | w oy
20 (<600HRC) | ae<0.03D “HIE 1020 1150 1190 1210 1150 1150 1060 990
(mm/min)

1.5 NI MRS AT LARFN IR,

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

2BIRIETIRIEE. RENIMEFER S EREEMHAIEE.

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

3. ERERBNAESKAERMELTHTES , IRTDNESKESK , TR ERD ;
LR | EEEREASE | HHAREMTIRE.

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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| Recommended Cutting Date |

FE-2F HRC65

k. $58k For Steels,Cast lron——{ll#% Side Milling

7]
" L Ve 7]
BINLHE | DS : Tool 04 06 08 1 15 2
Workpiece Material (mm) m/min .
Diameter
S£5N ap<0.7D %ﬁ 47770 31850 23890 19110 12740 9550
= (min-1)
TERB M 60 :
HeERE
= (<600HRC) | ae <0.08D > 1020 1150 1190 1210 1150 1150
(mm/min)

FE-2F HRC65

k. $58k For Steels,Cast lron——#&%% Slotting

g = 717]
N | &=
BINTAE | IS ve Tool 04 06 08 1 15 2
Workpiece Material (mm) m/min .
Diameter
e %ﬁ 1 27870 18580 13930 11150 7430 5570
H | »ms | <o | o 0l
( < 600HRC ﬁ%ﬁg
< ) > 450 410 390 450 370 330
(mm/min)

BN-2F HRC65

k. $58k For Steels,Cast lron——5#2% Profiling

N Y e 717]
N =3
WMIMH | VIHE | Ve g 04 056 08 1 12 15 2
Workpiece Material (mm) m/min :
Diameter
A% |ap<003D %ﬁ 1 31850 21230 15920 12740 10620 8490 6370
H | »es w0 e
(<600HRC) | ae<0.03D SHER 1150 890 760 660 640 590 570
(mm/min)

115N MRS AIHLARFNT I,

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

2 BRIEIRIERE. RERIMEER &S ERERIH AR,

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

3. ERERBNAESKANERAMELUTES , IRDESIKIEK , ISR ;
IR | IEESEREER | HERERE,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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AL-3F / CR-3F HRC55

55 For Aluminium Allloy —{lli$% Side Milling

N wie= 717]
A TAHR )Ll Ve
Workpiece Material (mm) m/min ’ Lesl i 2 & & & e 2 Le a0
Diameter
BiEEae | aps15D i 16000 13000 12000 10600 10000 9500 9280 7000 5600
N 150 (min-1)
igalats (60-350) | menEpE
N (Si<12%) | ae<0.2D SR 650 850 1430 1530 1670 2050 2800 3000 3150
(mm/min)
R
gae | APSLED 150 (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
<HB200 = LAY
( ) ae<0.2D (60-350) ’fn‘r‘ﬁnﬁ ) 720 900 1200 1200 1500 1800 2225 2500 3000

AL-3F / CR-3F HRC55

5% For Aluminium Allloy——#&%% Slotting

" 7]
3] TIHIE Ve 7
WIMIHE | YHE . Tool 1 2 4 6 8 10 12 16 20
Workpiece Material (mm) m/min .
Diameter
#iEE4% | ap<05D %ﬁ 16000 10000 9000 8000 7800 8000 6800 5000 4000
N 150 (min-1)
FERES (60-350) | B
N (Si<12%) | ae<1D SRR 450 570 960 1050 1300 1500 1620 1680 1800
(mm/min)
=35
YN ap<0.5D 150 (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
<HB200 - 4B,
( ) ae<1D (60-350) | st & 450 520 860 830 60 1240 1500 1550 1510
(mm/min)

1. 15BN S AIHLARFN IR,

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

2 BIRIEIRIERE., RERIMEER G ERERENHAIRE.,

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

3. ERERRNESKNERAMELUTIES , IRDESIKEK , IMIRZ4ER ;
IR | ISEHFREE | HARERE,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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Be Good Go Better

___________________________ | mEusE

| Recommended Cutting Date |

AL-3F / CR-3F HRC55

B&%€ For Aluminium Allloy ——{l%% Side Milling

q = 717]
N IR
%&mlﬁﬂ . RIS Vc. Tool 10 12 16 20 25 32
Workpiece Material (mm) m/min .
Diameter
— wae ap=<0.25D 900 ﬁ;ﬁ 20000 20000 20000 20000 1800 1800
N | oo o |me)
(Si<6%) ae<0.5D 1100) J(ﬁn;;%n%) 5200 6000 6600 6800 7560 7920

AL-3F / CR-3F HRC55

55 For Aluminium Allloy——#&%% Slotting

; J —_— 717]
3 YIBIE Vi
N I ¢ Tool 12 16 20 25 32
Workpiece Material (mm) m/min .
Diameter
B 230
/m 7075, ap<0.25D 900 (min-1) 20000 20000 20000 20000 1800
7050% - A3
— (si<ey) | ae<05D (700-1100) ﬁgillgm% )| 8400 9000 9000 1000 1800

1.5 BRI SR LARFN IR,

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

2 BIRIEIRIERE., RERIMEER G EREERENHAIRE,

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

3. ERERRNESKNERAMELUTIES , IRDESIKEK , MIRZER ;
ERT | ISEHFEREE |, HARETIRE,

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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ME-2F HRC60

14, 355k For Steels,Cast Iron——{lll5% Side Milling

TR YIHI= Ve 17
Workpiece Material (mm) m/min | Tool Diameter B o L L2 L4 e L z
BRA ap<0.5D (ﬁ%n 35830 | 31850 | 28660 | 23890 | 20470 | 17910 | 15920 | 14330
90 oAs
ﬂ (<45HRO) | e<005D HEEE 1150 1150 1150 1100 1110 1070 1110 1150
P (mm/min)
=) s ap<0.5D (ﬁ’f 1 27870 | 24770 | 22290 | 18580 | 15820 | 13930 | 12380 | 11150
ooy 70 =
e
(45HRC) ae<0.05D B 840 840 850 820 800 780 820 850
(mm/min)
ap<0.5D i . 23890 | 21230 | 19110 | 15920 | 13650 | 11940 | 10620 | 9550
WiREE" 60 S
ae<0.03D (m—;%ﬁ) 760 760 760 730 740 720 740 760
R ap<05D (ﬁ’i 2 35830 | 31850 | 28660 | 23890 | 20470 | 17910 | 15920 | 14330
HREHK % e
ﬁ( (<32HRC) | ae<005D (mm/min) 1150 1150 1150 1100 1100 1070 1110 1150
ootk ap<0.5D (fff 1 31850 | 28310 | 25480 | 21230 | 18200 | 15920 | 14150 | 12740
=54 80 -
- P2
(35-45HRC) ap<0.03D HEEE 830 850 820 760 800 860 910 940
(mm/min)
M. $5Ek For Steels,Cast Iron——1&%f Slotting
W THR YIHI= Ve 7171
Workpiece Material (mm) m/min | Tool Diameter & g L £ 14 L5 L z
235
A S® oo . (min-1) 19900 | 17690 | 15920 | 13270 | 11370 | 9950 8850 7960
(<4sHRC) | PSP A
= SRR 400 390 380 370 390 400 410 400
(mm/min)
P R
agm (min-1) 15920 | 14150 | 12740 | 10620 | 9100 7960 7080 6370
(ZSHRC) ap<0.1D 40 Frare
SIS 250 250 250 250 270 290 300 290
(mm/min)
(ﬁnﬁ;n 13930 | 12380 | 11150 | 9290 7960 6970 6190 5570
M REESN ap<0.2D 40 HAEE
SIS 250 250 250 240 250 260 270 270
(mm/min)
RS (ﬁ’f_l) 15920 | 14150 | 12740 | 10620 | 9100 7960 7080 6370
TR BSEE ap=<0.3D 40 BBERE
K ( < 32HRC) (mm/min) 320 310 310 300 310 320 330 320
230
— N ; 11940 | 10920 | 9550 7960 66820 | 5970 5310 1780
- ) SR 210 210 210 210 220 230 230 230
(mm/min)

115 AR SRR,

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

2 ERIETIRIERE., RENIMFER IS SRR AT AR,

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

3. EREERNEBKANERAMELUTHATES , RTIESIKEK , TR ERD |
LR | ISESERERER |, BHREREIRE.

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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| Recommended Cutting Date |

ME-2F HRC60

14, 358k For Steels,Cast lron——{FHZ%E Profiling

w4 V=l Ve 717] 06 08 1 12 16 5
Workpiece Material (mm) m/min | Tool Diameter ‘ ‘ ‘ ’
ap<0.02D " 42460 | 31850 | 25480 | 21230 | 15920 | 12740
RINEEW 90 (min-1)
45HR s
(<45HRC) | e<0.02D BERE 1440 1460 1430 1490 1430 1400
P (mm/min)
=3
PO ap<0.01D . (1) 37150 | 27870 | 22290 | 18580 | 13930 | 11150
e
(45HRC) ae<0.01D R 1190 1170 1160 1190 1170 1160
(mm/min)
R
ap<0.02D (i) 34500 | 25880 | 20700 | 17250 | 12940 | 10350
M| W 70 St
ae<0.02D SRR 1170 1190 1160 1210 1160 1140
(mm/min)
REEER ap<0.02D (f‘ff_l) 42460 | 31850 | 25480 | 21230 | 15920 | 12740
K (<32HRC) | ae<0.02D (m’r‘; /mﬁ ) 1440 1460 1430 1490 1430 1400
iR
. <0. .
Easso ap<0.2D . (rine1) 37150 | 27870 | 22290 | 18580 | 13930 | 11150
- e
(35-45HRC) ap<0.02D BERR 1190 1170 1160 1190 1170 1160
(mm/min)

1IN MRS EIHLARANT I,

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

2IBRETIRIERE. RENIMEFER IS BRI AIRE.

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

3. FRERBNESKANERAMELUTES , IRDESIKEK , ISR ;
IR | EELEEER |, HAERERE.

The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia)
when thetool overhang length is longer ,please adjust the speed,feed and cutting depth.
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M BB AR
Parts terminology of end mill .
N 2T S T35 Land width)
BBl 7 iz I
T (Chip pocket) (Neck) (Shank) - ST et land wct) | \ 5 [ Radial prmary el angle
@ 2
% g JB7) 4% 58 (Radial secondary relief angle)
R RoSON DY [ | e
fQ é’ E x BT Radial rake angle)
e T < “s2iefa(Helical angel) E
< y (2
k=] (Length of cutting edge)
@ GASH

,‘E'\‘t/'((Overall length)

Z{m A (Lead angle)

D%(Corner)

LI =] L

(Axial rake angle)

Al P \

IR )R—Iaf
(Axial pri lief I aw s —
(Axial primary relief angle) ﬂﬁm%—}é%

(Axial secondary relief angle)

T2 BBEMTIENIE

Number of teeth , chip pock and tool rigidity

%E(Peripheral cutting edge)

(Web thicknes)

Workpiece

HERT5

Feed direction

<=

HERTS [

Feed diretion

] —7] =7 M 7]
Number of trrth 2 Flutes 3 Flutes 4 Flutes
EEmER
Profile of cross section
HEL I
e il 545 56 60%
L FI=REIPN OUIBHIH A S ® NI Mt 4F
'ﬁﬁ,"\'—I—'\ Large chip pocket Easy chip removal Good rigidity
BE | Aoventges | @YIEHEHA S O EEEERYT OETHEERYT
Feayures Easy chip removal Perfect surface finish Perfect surface finish
R R 2= SMRIIE R R VB
Disadvantages Low rigidity Difficult to measure external diameter Chip removal is not smooth
il
18I T 1oL Ly T
Slot machining 21)|'|\|Jﬁjml Shallow slot machining
& 2. UE T Side face machining 2 M@ T

(‘3‘ Functions Sif;:]facemachining 3-%;\/)3 ?quting Side face machining
= 3.fLmT N kML
:_:'Tz_ Hole machining 4",%?%&%,19 7I}:('?rjf:!nishing
0
(Y]
- E SN
s IIREFEAOE T
2 Down milling ang up milling
5 MBS IR
g- Side milling Slot milling
>

poztzill
i)

Up miling
Down milling

WL %
Up milling Down milling

T

Workpiece

< T
Feed direction
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Common probleme and solutions for end mill

EREEIN
OPERATION SUGGESTION
1IEFAERE. SNIERILATIZE

Select high-precision and rigidity machine tool holder.

2 MEHERETE

Down milling is recommened for side milling.

3 RoRT PRI LS FOSEIR

Reduce feed and rotating speed when it has vibration.

4 Rr]geEE TREIS D

Fix short overhang of tool if possible.

Solutions of Malfunction

Solutions .
Questions >
\ AR AR
4
Blade b \ 4 v\
v

D @ @ =

ap ceaea EE
«a e a @
adE D

{

¥ Down / Yes
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nal production of milling cutter:

B ddGO

KPR T RBRAR

CHANGSHA BEGO TOOLS LIMITED

Address: No.662 Lugu Road, Gaoxin District,
Be Changsha, Hunan, China. 410205

SRl \Whatsapp/skype: +86-19973131421

Tel: 0086-731-85575210

Email: info@begotools.com

Go
Better
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www.begotools.com www.begotools.en.alibaba.com




