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ZOIPIVESL (B5iR RyofdEds) TOTIVMIE ~-v R
HBREA3/46°THIRAMHAZVITIVESL  FFEY-F/FEDEIH KFryy 152 A Champagne Goldd-742Y
4346MT Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/46°Unequal Spacing Teeth 1-2 53
HBRE43/45°RAMIAVIZIVESL REY-F/FEHFE A ¥ ryy150 FRAPOWERI-F424
4345PT Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth 3-4 54
HBRE43/45°PHRAMAZRIIZIVESL REY-F/FEFEIFEFryY 15T FRBAITINI-F 425
4345ST Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth 5-6 54
HBRE35/38° R4 A ZIITIVESL FFY-F/FEDBIH KFryy 152 A Champagne Goldd-742Y
3538MT Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/46°Unequal Spacing Teeth 7 55
HBiE35/38° MRAMIAVIZIVESL REY-F/FEHFE A ¥ ryy15  FEAPOWERI-F 45
3538PT Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth 8 55
HBHE35/38° MRAMARIIPIVEEIL  RFY-FHEFpy 15/ FRBAICINI-F 429
3538S Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 35/38° 9 55
HBRE23/26°MIRAMARVIZIVESL  REFEY-F/FEHFEIF S+ ryya5oFRAAmberI-5420
2326MT2 Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 23/26° 10 56
HBIE40/42°THIRAMHZIITZIVESL XY RF Y-/ FEREIF L+ ryy 150 HEAChampagne Goldd-F 424
4042N Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 40/42°Unequal Spacing Teeth With Neck For Rib Processing 11 57
BRE35 2 AZAIIFIVEEIL  AFEFryyaSUHRAAICSInI-F420 (R925-FIVEEIL])
48S2F Series/2 Flutes Square Carbide End Mill 12 58
BBRE3SAMAIRAYIZIVEZL  AfkFryyaSyFRAAICSInI-F4249 (R929-FIVFZL)
48S4F Series/4 Flutes Square Carbide End Mill 13 59
FBEE35° 6P AVIPIVESL HEFry2a1SFRAAICSInd-F4Y
48S6F Series/4 Flutes Square Carbide End Mill 14 60
EBRE35°SUSAAMAZAIIZIVESL AEFryvaSU/FRATIANI-F420
A48MAF Series / 4 Flutes Square Carbide End Mill For Stainless Steel 15 61
EE3S REERAMIRAIIZPIVESL AEFryyaS5/HRATIAICSInd-F42Y
60H4F Sereis/4 Flutes Square Carbide End Mill For Hardened Steel 16 62
B3 REEAARIAVIFPIVEZL HEFryya5oFEMABlue Nanod-742%J
65S4F Series/4 Flutes Square Carbide End Mill For Hardened Steel 17 62
B4 REERMIAVIZIVESIL AEFryyaSIFFMABlue Nano ll J-F424
65HTEF Series/ 6 Flutes Square Carbide End Mill For Hardened Steel 18 63
A5 7 ILZRH3MARIIPIVFEL  AkFryyaSyHRERA/2a-F
45AL3F Series/3 Flutes Square Carbide End Mill For Aluminum 19 64
HBEE4A0° 7 LZH3MARIIPIVFEL  A¥ryyaSyHRERA/2a-F
48AL3F Series/3 Flutes Square Carbide End Mill For Aluminum 20 64
BE45° 7R3 ARAVIZIVESL AkFryyaSUHRADLCI-F420
45AL3FDLC1 Series/3 Flutes Square Carbide End Mill with DLC Coating For Aluminum 21 64
HBIE38/40/42°7L=RABMAZRIIZIVESL FEY-F/FERE A &Eryy 150 FRA
38404 2AL3F Series/ation 3 Flutes Square Carbide End Mill for Aluminum Variable Helix Leads 38/40/42°Unequal Spacing Teeth 22 -
#86838/40/42°7PLZH3MHRVIPIVEEL FFEY-F/FERRIRAKEF vy a5 FERADLCI-F42 0
384042AL3DLC1 Series/Anti-Vibration 3 Flutes Square Carbide End Mill with DLC Coating for Aluminum Variable Helix Leads 38/40/42°Unequal Spacing Teeth 23 -

J-3-RIVE=IL
RBRE40/43°BAiRAM A I-F-RIVFZIL  RFV-F/FREFEALFryy 15U FERAChampagne GoldJ-F42%
4043CR4F Series/Anti-Vibration 4 Flutes Coner Radius Carbide End Mill Variable Helix Leads 40/43°Unequal Spacing Teeth 24 53
HEE35°2iAI-F-RIVFEIL  FAEFryya5 FRAAICSInd-F42J
48CR2F Series/2 Flutes Coner Radius Carbide End Mill 25-26 | 58
HEE35°4AI-F-RIVFEIL  FAEFryya5 FRAAICSInd-F42J
48CR4F Series/4 Flutes Coner Radius Carbide End Mill 27-28 | 59
M=-ILIZFZIL
BEE30° 24X Aifi-LIZE=IL  AlCrSind-F429
48B2F Series/2 Flutes Ball Nose Carbide End Mill For Steel 29 65
BEE30°4Aii-LIZEIL  AlCrSind-F4295
48B2F Series/4 Flutes Ball Nose Carbide End Mill For Steel 30 66
B30 SEERAKAR-LIVESIL  TiAICrSind-742%
60B2F Series/2 Flutes Ball Nose Carbide End Mill for Hardened Steel 31 67
HBE30° SEERAKAM-ILIZESIL  Blue Nanod-742%4
65B2F Series/2 Flutes Ball Nose Carbide End Mill for Hardened Steel 32 67
STAVUIVFENL

HBEEA3/ A5 TEIRAMAS T4V JIVESL  BRLNIPANYEREY-E/FEREIF HRIFPOWERI-F 125
4345R Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 43/45° Unequal Spacing Teeth 33 68
HBRE37/38°MIRAMAS T4V IIVESIL  FRLNIPAAYEREY-E/FEREIF FLRIFPOWERI-F 125
3738R Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 37/38° Unequal Spacing Teeth 34 68
HBRE19/21°BAiRAAS T4V IIVESIL  BRUNIT A NYFRF)-F/FEFEIHFKRGPOWERI-F 12 J
1921R Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 19/21° Unequal Spacing Teeth 35 68
FBIEA3/45°THIRAMHS T4V JIVFEIL  3RLhI 74 hyEAREY-F/ A ERDEIH SR{FChampagne GoldI-F42%J
4345RF Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 43/45° Unequal Spacing Teeth 36 68
HBEE35°4AAS T4V IIVESL  AFryya5 o FEATixcod-740Y
55R4F Series/4 Flutes Roughing Carbide End Mill 37 69
HBEE35°7LZA3MAST4VIIVESL HEFryvasoyrRA/ 21
55RAL3F Series/3 Flutes Roughing Carbide End Mill For Aluminum 38 70
BE35° 7R3 AST(VIIVFEIL  FAkFryyaSoFRADLCO-F40Y
55RAL3FDLC1 Series/3 Flutes Roughing Carbide End Mill For Aluminum 39 70




BEEFYIL

AL NT-ILEEL
FBEE3DA A TAAITEL 2T I

AL NT-ILED
FBEE3DAA TALILINE D2 HALYIL

2 Flutes Tungsten Carbide Drill 3D Type without Oil Hole 41-43 71
FBEESDZ A TAAIWIEEL 2B H YL
2 Flutes Tungsten Carbide Drill 5D Type without Oil Hole 44-46 71

2 Flutes Tungsten Carbide Drill 3D Type with Oil Hole 47-49 71
FBEE3DZA TAMAUINED2KHAEYIL
2 Flutes Tungsten Carbide Drill 3D Type with Oil Hole 50-52 71




TOTIME R

B4 3/46°HiRAMHIRVIZPIVEENL [F21)-X] SR
RFEY-F/AFEREATFryy15 2 HEHAChampagne Goldd-F1>%

4346MT Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/46°Unequal Spacing Teeth

@ F—H#3Z/First recommendation O Z#t32/Second recommendation A $=#%2/Last recomenndation

RERHF A& BEAH BEAH
9-9 HRC35LF HRC45:39 HRC50349 HRC554 &
Carbon Steel Alloy Steel Hardened Steel Hardened Steel

F52
k227 A77VA MHASE i) 7=
Cast Iron Stainless Steel Heat Resistant Copper Alloy Aluminum
Material

S
Synthetic Resin

*WAE
Shjaﬁljgia Cutt i:;EI;ength Totaléfngth BRDRE Nei?(gi?l:jc)ing Tolgrfnce
Length
T4346-030MT-010D-50-4F 3.0 4.0 3.0 50.0 AL :1D +0/-0.02 2,080
T4346-040MT-010D-50-4F 4.0 4.0 4.0 50.0 AR 1D +0/-0.02 2,080
T4346-050MT-010D-50-4F 5.0 6.0 5.0 50.0 AR :1D +0/-0.02 2,930
T4346-060MT-010D-50-4F 6.0 6.0 6.0 50.0 AR :1D +0/-0.02 2,930
T4346-080MT-010D-60-4F 8.0 8.0 8.0 60.0 AR :1D +0/-0.02 5,090
T4346-100MT-010D-75-4F 10.0 10.0 10.0 75.0 AR :1D +0/-0.02 7,000
T4346-010MT-015D-50-4F 1.0 4.0 1.5 50.0 HIEK :1.5D +0/-0.02 2,080
T4346-015MT-015D-50-4F 1.5 4.0 2.3 50.0 AR :1.5D +0/-0.02 2,080
T4346-020MT-015D-50-4F 2.0 4.0 3.0 50.0 AR :1.5D +0/-0.02 2,080
T4346-025MT-015D-50-4F 2.5 4.0 3.8 50.0 AR :1.5D +0/-0.02 2,080
T4346-030MT-015D-50-4F 3.0 6.0 4.5 50.0 AR :1.5D +0/-0.02 2,930
T4346-040MT-015D-50-4F 4.0 6.0 6.0 50.0 AR :1.5D +0/-0.02 2,930
T4346-050MT-015D-50-4F 5.0 6.0 7.5 50.0 AR :1.5D +0/-0.02 2,930
T4346-060MT-015D-50-4F 6.0 6.0 9.0 50.0 ALK :1.5D +0/-0.02 2,930
T4346-080MT-015D-60-4F 8.0 8.0 12.0 60.0 HEK :1.5D +0/-0.02 5,090
T4346-100MT-015D-75-4F 10.0 10.0 15.0 75.0 ALK :1.5D +0/-0.02 7,000
T4346-120MT-015D-75-4F 12.0 12.0 18.0 75.0 HE :1.5D +0/-0.02 10,000
T4346-160MT-015D-100-4F 16.0 16.0 24.0 100.0 ALK :1.5D +0/-0.03 20,610
T4346-200MT-015D-100-4F 20.0 20.0 30.0 100.0 HE :1.5D +0/-0.03 36,360
T4346-010MT-020D-50-4F 1.0 4.0 2.0 50.0 AR : 2D +0/-0.02 2,080
T4346-015MT-020D-50-4F 1.5 4.0 3.0 50.0 HE 2D +0/-0.02 2,080
T4346-020MT-020D-50-4F 2.0 4.0 4.0 50.0 AR : 2D +0/-0.02 2,080
T4346-025MT-020D-50-4F 2.5 4.0 5.0 50.0 HAE 2D +0/-0.02 2,080
T4346-030MT-020D-50-4F 3.0 6.0 6.0 50.0 AR :2D +0/-0.02 2,930
T4346-035MT-020D-50-4F 3.5 6.0 7.0 50.0 HAE 2D +0/-0.02 2,930
T4346-040MT-020D-50-4F 4.0 6.0 8.0 50.0 AR : 2D +0/-0.02 2,930
T4346-050MT-020D-50-4F 5.0 6.0 10.0 50.0 AR :2D +0/-0.02 2,930
T4346-060MT-020D-50-4F 6.0 6.0 12.0 50.0 AR : 2D +0/-0.02 2,930
T4346-080MT-020D-60-4F 8.0 8.0 16.0 60.0 AR :2D +0/-0.02 4,770
T4346-100MT-020D-75-4F 10.0 10.0 20.0 75.0 AR : 2D +0/-0.02 6,470
T4346-120MT-020D-75-4F 12.0 12.0 24.0 75.0 AR :2D +0/-0.02 9,050
T4346-160MT-020D-100-4F 16.0 16.0 32.0 100.0 AR : 2D +0/-0.03 20,910
T4346-200MT-020D-100-4F 20.0 20.0 40.0 100.0 AR :2D +0/-0.03 36,360
T4346-010MT-025D-50-4F 1.0 4.0 2.5 50.0 HE : 2.5D +0/-0.02 2,080
T4346-015MT-025D-50-4F 1.5 4.0 4.0 50.0 HE :2.5D +0/-0.02 2,080
T4346-020MT-025D-50-4F 2.0 4.0 5.0 50.0 HE :2.5D +0/-0.02 2,080
T4346-025MT-025D-50-4F 2.5 4.0 6.0 50.0 AR :2.5D +0/-0.02 2,080
T4346-030MT-025D-50-4F 3.0 6.0 8.0 50.0 HE :2.5D +0/-0.02 2,930
T4346-035MT-025D-50-4F 3.5 6.0 9.0 50.0 AR :2.5D +0/-0.02 2,930
T4346-040MT-025D-50-4F 4.0 6.0 10.0 50.0 AR :2.5D +0/-0.02 2,930
T4346-050MT-025D-50-4F 5.0 6.0 13.0 50.0 AR :2.5D +0/-0.02 2,930
T4346-060MT-025D-50-4F 6.0 6.0 15.0 50.0 AR :2.5D +0/-0.02 2,930
T4346-080MT-025D-60-4F 8.0 8.0 20.0 60.0 AR :2.5D +0/-0.02 4,770
T4346-100MT-025D-75-4F 10.0 10.0 25.0 75.0 AR : 2.5D +0/-0.02 7,000
T4346-120MT-025D-75-4F 12.0 12.0 30.0 75.0 AR :2.5D +0/-0.02 10,000
T4346-160MT-025D-100-4F 16.0 16.0 40.0 100.0 AR : 2.5D +0/-0.03 20,610
T4346-200MT-025D-100-4F 20.0 20.0 50.0 100.0 AR : 2.5D +0/-0.03 36,360
T4346-010MT-030D-50-4F 1.0 4.0 3.0 50.0 HIE:3D +0/-0.02 2,080
T4346-015MT-030D-50-4F 1.5 4.0 4.5 50.0 AR :3D +0/-0.02 2,080
T4346-020MT-030D-50-4F 2.0 4.0 6.0 50.0 AR :3D +0/-0.02 2,080



TOTIMc

BEE43/46°PAIRAMAZVIP IV [FY)-X]
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4346MT Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/46°Unequal Spacing Teeth

@ FE—¥#E8%/First recommendation O —#£38/Second recommendation A 5 =#3%/Last recomenndation

REWE a2l
HRC35F HRC45:19H
Carbon Steel Alloy Steel

T4346-025MT-030D-50-4F
T4346-030MT-030D-50-4F
T4346-035MT-030D-50-4F
T4346-040MT-030D-50-4F
T4346-040MT-030D-75-4F
T4346-040MT-030D-100-4F
T4346-050MT-030D-50-4F
T4346-050MT-030D-75-4F
T4346-050MT-030D-100-4F
T4346-060MT-030D-50-4F
T4346-060MT-030D-75-4F
T4346-060MT-030D-100-4F
T4346-080MT-030D-60-4F
T4346-080MT-030D-75-4F
T4346-080MT-030D-100-4F
T4346-100MT-030D-75-4F
T4346-100MT-030D-100-4F
T4346-100MT-030D-150-4F
T4346-120MT-030D-75-4F
T4346-120MT-030D-100-4F
T4346-120MT-030D-150-4F
T4346-160MT-030D-100-4F
T4346-160MT-030D-150-4F
T4346-200MT-030D-150-4F
T4346-010MT-040D-50-4F
T4346-015MT-040D-50-4F
T4346-020MT-040D-50-4F
T4346-025MT-040D-50-4F
T4346-030MT-040D-50-4F
T4346-040MT-040D-50-4F
T4346-050MT-040D-50-4F
T4346-060MT-040D-50-4F
T4346-080MT-040D-75-4F
T4346-100MT-040D-100-4F
T4346-120MT-040D-100-4F
T4346-160MT-040D-150-4F
T4346-200MT-040D-200-4F
T4346-010MT-050D-50-4F
T4346-015MT-050D-50-4F
T4346-020MT-050D-50-4F
T4346-025MT-050D-50-4F
T4346-030MT-050D-50-4F
T4346-040MT-050D-50-4F
T4346-050MT-050D-50-4F
T4346-060MT-050D-75-4F
T4346-080MT-050D-100-4F
T4346-100MT-050D-100-4F
T4346-120MT-050D-120-4F
T4346-160MT-050D-200-4F
T4346-200MT-050D-200-4F

LN
HRC5033H

Hardened Steel

2.5
3.0
3.5
4.0
4.0
4.0
5.0
5.0
5.0
6.0
6.0
6.0
8.0
8.0
8.0
10.0
10.0
10.0
12.0
12.0
12.0
16.0
16.0
20.0
1.0
1.5
2.0
2.5
3.0
4.0
5.0
6.0
8.0
10.0
12.0
16.0
20.0
1.0
1.5
2.0
2.5
3.0
4.0
5.0
6.0
8.0
10.0
12.0
16.0
20.0

BEASH
HRC55M £

Hardened Steel

1

Cast Iron

AP
Shank Dia
4.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
6.0
8.0
8.0
8.0
10.0
10.0
10.0
12.0
12.0
12.0
16.0
16.0
20.0
4.0
4.0
4.0
4.0
6.0
6.0
6.0
6.0
8.0
10.0
12.0
16.0
20.0
4.0
4.0
4.0
4.0
6.0
6.0
6.0
6.0
8.0
10.0
12.0
16.0
20.0

AF7VA
Stainless Steel

AR
Cutting Length

7.5
9.0
10.5
12.0
12.0
12.0
15.0
15.0
15.0
18.0
18.0
18.0
24.0
24.0
24.0
30.0
30.0
30.0
36.0
36.0
36.0
48.0
48.0
60.0
4.0
6.0
8.0
10.0
12.0
16.0
20.0
24.0
32.0
40.0
48.0
64.0
80.0
5.0
7.5
10.0
12.5
15.0
20.0
25.0
30.0
40.0
50.0
60.0
80.0
100.0

FHU
MHaS
Heat Resistant
Material

2R
Total Length

50.0
50.0
50.0
50.0
75.0
100.0
50.0
75.0
100.0
50.0
75.0
100.0
60.0
75.0
100.0
75.0
100.0
150.0
75.0
100.0
150.0
100.0
150.0
150.0
50.0
50.0
50.0
50.0
50.0
50.0
50.0
50.0
75.0
100.0
100.0
150.0
200.0
50.0
50.0
50.0
50.0
50.0
50.0
50.0
75.0
100.0
100.0
120.0
200.0
200.0

iR

Copper Alloy

o

F & D&KL

Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak :
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak :
Ak
Ak :
Ak
Ak :
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak
Ak

3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
3D
4D
4D
4D
4D
4D
4D
4D
4D
4D
4D
4D
4D
4D
5D
5D
5D
5D
5D
5D
5D
5D
5D
5D
5D
5D
5D

7=

Aluminum

VoK
(ARED)
Neck +Cutting
Length

LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03
+0/-0.03
+0/-0.03
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03
+0/-0.03
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03
+0/-0.03

2,080
2,930
2,930
2,930
4,090
5,000
2,930
4,090
5,000
2,930
4,090
5,000
5,130
6,360
7,420
7,000
10,450
14,240
10,000
14,090
19,100
20,610
33,330
50,000
2,480
2,480
2,480
2,480
3,390
3,500
4,010
4,170
7,500
10,930
14,670
38,970
69,120
3,100
3,100
3,100
3,100
3,830
4,010
4,170
5,160
9,110
11,840
16,380
49,450
72,340



TOTIME
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4345PT Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth

@ F—¥#E8E/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

BEASH
HRC55M £

REWE aei
D=2 HRC35F HRC45:39
Carbon Steel Alloy Steel

T4345-010PTW-025D-50-4F
T4345-020PTW-025D-50-4F
T4345-030PTW-025D-50-4F
T4345-040PTW-025D-50-4F
T4345-050PTW-025D-50-4F
T4345-060PTW-025D-50-4F
T4345-080PTW-025D-60-4F
T4345-080PTC-025D-60-4F
T4345-100PTW-025D-75-4F
T4345-100PTC-025D-75-4F
T4345-120PTW-025D-75-4F
T4345-120PTC-025D-75-4F
T4345-030PTW-030D-50-4F
T4345-040PTW-030D-50-4F
T4345-040PTW-030D-75-4F
T4345-040PTW-030D-100-4F
T4345-050PTW-030D-50-4F
T4345-050PTW-030D-75-4F
T4345-050PTW-030D-100-4F
T4345-060PTW-030D-50-4F
T4345-060PTW-030D-75-4F
T4345-060PTW-030D-100-4F
T4345-080PTW-030D-60-4F
T4345-080PTC-030D-60-4F
T4345-080PTW-030D-75-4F
T4345-080PTC-030D-75-4F
T4345-080PTW-030D-100-4F
T4345-080PTC-030D-100-4F
T4345-100PTW-030D-75-4F
T4345-100PTC-030D-75-4F
T4345-100PTW-030D-100-4F
T4345-100PTC-030D-100-4F
T4345-100PTW-030D-150-4F
T4345-100PTC-030D-150-4F
T4345-120PTW-030D-75-4F
T4345-120PTC-030D-75-4F
T4345-120PTW-030D-100-4F
T4345-120PTC-030D-100-4F
T4345-120PTW-030D-150-4F
T4345-120PTC-030D-150-4F
T4345-160PTC-030D-100-4F
T4345-160PTC-030D-150-4F
T4345-200PTC-030D-150-4F

LN
HRC5033H

Hardened Steel

Hardened Steel

0.14C

0.16C

0.2C

0.14C

0.14C

0.14C

0.16C

0.16C

0.16C

0.2C

0.2C

0.2C

0.25C

0.25C
0.3C

1

Cast Iron

A2/
Shank Dia

AF7VA
Stainless Steel

O

AR
Cutting Length

FHU
e
Heat Resistant
Material

O

2R
Total Length

50
50
50
50
50
50
60
60
75
75
75
75
50
50
75
100
50
75
100
50
75
100
60
60
75
75
100
100
75
75
100
100
150
150
75
75
100
100
150
150
100
150
150

ki
Copper Alloy

F & DKL

7=

Aluminum

VIR
(ARED)
Neck +Cutting
Length

F40>
LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03
+0/-0.03
+0/-0.03

1,540
1,540
1,540
1,540
2,160
2,160
4,300
4,300
6,550
6,550
8,590
8,590
1,540
1,540
2,260
2,870
2,160
3,070
4,000
2,160
3,070
4,000
4,300
4,300
5,330
5,330
6,761
6,761
6,550
6,550
9,010
9,010
13,920
13,920
8,600
8,600
11,870
11,870
17,200
17,200
20,470
32,750
47,080



TOTIME
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Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth

@ F—¥#E8E/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

e N ~ ~ FI -
Ea H};c%ﬂ;(%‘lt HR:cliﬁgn Hé’é?oﬂin HR%QEJ: Caﬁﬁ%ron Staiﬁi:s;teel Heaﬁqﬁiiant Coppeﬁll'ﬂAlloy AILTn:l{:um ;;En% .
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material Synthetic Resin
o I o I I . I I o I o I I
VIR
2c AR E==3 IEDER (ARED) nE
Shank Dia Cutting Length | Total Length Neck +Cutting Tolarance
Length
T4345-010PTW-040D-50-4F 1 4 4 50 +0/-0.02 2,160
T4345-015PTW-040D-50-4F 2 4 6 50 +0/-0.02 2,160
T4345-020PTW-040D-50-4F 2 4 8 50 +0/-0.02 2,160
T4345-025PTW-040D-50-4F 3 4 10 50 +0/-0.02 2,160
T4345-030PTW-040D-75-4F 3 6 12 75 +0/-0.02 3,180
T4345-040PTW-040D-75-4F 4 6 16 75 +0/-0.02 3,180
T4345-050PTW-040D-75-4F 5 6 20 75 +0/-0.02 3,180
T4345-060PTW-040D-75-4F 6 6 24 75 +0/-0.02 3,180
T4345-080PTW-040D-100-4F 8 8 32 100 +0/-0.02 6,670
T4345-080PTC-040D-100-4F 8 0.14C 8 32 100 +0/-0.02 6,670
T4345-100PTW-040D-100-4F 10 10 40 100 +0/-0.02 9,850
T4345-100PTC-040D-100-4F 10 0.16C 10 40 100 +0/-0.02 9,850
T4345-120PTW-040D-100-4F 12 12 48 100 +0/-0.02 13,180
T4345-120PTC-040D-100-4F 12 0.2C 12 48 100 +0/-0.02 13,180



TOTIME

FBEEA43/45°BHIRAMIHPRAOI IV EEZIL
FE)-F/FEREFEFrYaS/HEBAITINI-F42 5

4345ST Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth

@ FE—HE8E/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

REWE aei
D=2 HRC35F HRC45:39
Carbon Steel Alloy Steel

wew | ° ' °

T4345-010STW-025D-50-4F
T4345-020STW-025D-50-4F
T4345-030STW-025D-50-4F
T4345-040STW-025D-50-4F
T4345-050STW-025D-50-4F
T4345-060STW-025D-50-4F
T4345-080STW-025D-60-4F
T4345-080STC-025D-60-4F
T4345-100STW-025D-75-4F
T4345-100STC-025D-75-4F
T4345-120STW-025D-75-4F
T4345-120STC-025D-75-4F
T4345-030STW-030D-50-4F
T4345-040STW-030D-50-4F
T4345-040STW-030D-75-4F
T4345-040STW-030D-100-4F
T4345-050STW-030D-50-4F
T4345-050STW-030D-75-4F
T4345-050STW-030D-100-4F
T4345-060STW-030D-50-4F
T4345-060STW-030D-75-4F
T4345-060STW-030D-100-4F
T4345-080STW-030D-60-4F
T4345-080STC-030D-60-4F
T4345-080STW-030D-75-4F
T4345-080STC-030D-75-4F
T4345-080STW-030D-100-4F
T4345-080STC-030D-100-4F
T4345-100STW-030D-75-4F
T4345-100STC-030D-75-4F
T4345-100STW-030D-100-4F
T4345-100STC-030D-100-4F
T4345-100STW-030D-150-4F
T4345-100STC-030D-150-4F
T4345-120STW-030D-75-4F
T4345-120STC-030D-75-4F
T4345-120STW-030D-100-4F
T4345-120STC-030D-100-4F
T4345-120STW-030D-150-4F
T4345-120STC-030D-150-4F
T4345-160STC-030D-100-4F
T4345-160STC-030D-150-4F
T4345-200STC-030D-150-4F

N
HRC5033H

Hardened Steel

BEASH
HRC55M £

Hardened Steel

0.14C

0.16C

0.2C

0.14C

0.14C

0.14C

0.16C

0.16C

0.16C

0.2C

0.2C

0.2C

0.25C

0.25C
0.3C

1

Cast Iron

A%/
Shank Dia

AF7VA
Stainless Steel

A

AR
Cutting Length

FHU
e
Heat Resistant
Material

2R
Total Length

50
50
50
50
50
50
60
60
75
75
75
75
50
50
75
100
50
75
100
50
75
100
60
60
75
75
100
100
75
75
100
100
150
150
75
75
100
100
150
150
100
150
150

ki
Copper Alloy

F & DKL

GO TO THE ONLINE STORE!

7=

Aluminum

VIR
(ARED)
Neck +Cutting
Length

LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03
+0/-0.03
+0/-0.03

1,540
1,540
1,540
1,540
2,160
2,160
4,300
4,300
6,550
6,550
8,590
8,590
1,540
1,540
2,260
2,870
2,160
3,070
4,000
2,160
3,070
4,000
4,300
4,300
5,330
5,330
6,761
6,761
6,550
6,550
9,010
9,010
13,920
13,920
8,600
8,600
11,870
11,870
17,200
17,200
20,470
32,750
47,080
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FBEEA43/45°BHIRAMIHPRAOI IV EEZIL
FE)-F/FEREFEFrYaS/HEBAITINI-F42 5

Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth

@ FE—HESE/First recommendation O —#£38/Second recommendation A 5 =#3%/Last recomenndation

KERAE A&
'o=2) HRC35UF HRC45339
Carbon Steel Alloy Steel

T4345-010STW-040D-50-4F
T4345-015STW-040D-50-4F
T4345-020STW-040D-50-4F
T4345-025STW-040D-50-4F
T4345-030STW-040D-75-4F
T4345-040STW-040D-75-4F
T4345-050STW-040D-75-4F
T4345-060STW-040D-75-4F
T4345-080STW-040D-100-4F
T4345-080STC-040D-100-4F
T4345-100STW-040D-100-4F
T4345-100STC-040D-100-4F
T4345-120STW-040D-100-4F
T4345-120STC-040D-100-4F

BEASH
HRC50309

Hardened Steel

0o O Ul A W WNN =

Y
o

10
12
12

BEAH
HRC554 E

Hardened Steel

0.14C

0.16C

0.2C

220

Cast Iron

A2/
Shank Dia

0 o0 o000 B~ MBS~

A7V A
Stainless Steel

AN

AR
Cutting Length

Fo
MASE
Heat Resistant
Material

2R
Total Length

100
100
100
100
100
100

ki
Copper Alloy

F & DKL

GO TO THE ONLINE STORE!

7=

Aluminum

VIR
(ARED)
Neck +Cutting
Length

LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02

2,160
2,160
2,160
2,160
3,180
3,180
3,180
3,180
6,670
6,670
9,850
9,850
13,180
13,180



TOTIMcC .

BHE35/38° R4 I AVIPIVEEL [RF2U-X]
FEY-F/AEDE I ¥ ryvya5rFEBChampagne Goldd-F1 %5

Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 35/38°Unequal Spacing Teeth

@ F—H#3Z/First recommendation O Z#t32/Second recommendation A $=#%2/Last recomenndation

RERHF A& VN ] EIN ]
9-9 HRC35LF HRC45:39 HRC50349 HRC554 &
Carbon Steel Alloy Steel Hardened Steel Hardened Steel

F52
k227 A77VA MHASE i) 7=
Cast Iron Stainless Steel Heat Resistant Copper Alloy Aluminum
Material

F40Y
S
Synthetic Resin

*WAé
Shjaﬁljgia Cutti:;EI;ength Totaléfngth BRDRE Neifiit?ing Tols\r;fnce
Length
T3538-030MTW-020D-50-4F 3.0 4.0 6.0 50.0 AL :2D +0/-0.02 1,820
T3538-040MTW-020D-50-4F 4.0 4.0 8.0 50.0 AR : 2D +0/-0.02 1,820
T3538-050MTW-020D-50-4F 5.0 6.0 10.0 50.0 AR :2D +0/-0.02 2,720
T3538-060MTW-020D-50-4F 6.0 6.0 12.0 50.0 AR :2D +0/-0.02 2,720
T3538-080MTW-020D-60-4F 8.0 8.0 16.0 60.0 AR :2D +0/-0.02 4,700
T3538-100MTW-020D-75-4F 10.0 10.0 20.0 75.0 AR :2D +0/-0.02 6,200
T3538-120MTW-020D-75-4F 12.0 12.0 24.0 75.0 IR :2D +0/-0.02 8,320
T3538-030MTW-025D-50-4F 3.0 4.0 8.0 50.0 AR :2.5D +0/-0.02 1,820
T3538-040MTW-025D-50-4F 4.0 4.0 10.0 50.0 AR :2.5D +0/-0.02 1,820
T3538-050MTW-025D-50-4F 5.0 6.0 13.0 50.0 AR :2.5D +0/-0.02 2,720
T3538-060MTW-025D-50-4F 6.0 6.0 15.0 50.0 AR :2.5D +0/-0.02 2,720
T3538-080MTW-025D-60-4F 8.0 8.0 20.0 60.0 AR : 2.5D +0/-0.02 4,700
T3538-100MTW-025D-75-4F 10.0 10.0 25.0 75.0 AR :2.5D +0/-0.02 6,200
T3538-120MTW-025D-75-4F 12.0 12.0 30.0 75.0 AR : 2.5D +0/-0.02 9,150
T3538-030MTW-030D-50-4F 3.0 4.0 9.0 50.0 HIE:3D +0/-0.02 1,910
T3538-040MTW-030D-50-4F 4.0 4.0 12.0 50.0 ALK : 3D +0/-0.02 1,910
T3538-050MTW-030D-50-4F 5.0 6.0 15.0 50.0 AR :3D +0/-0.02 2,820
T3538-050MTW-030D-75-4F 5.0 6.0 15.0 75.0 ALK : 3D +0/-0.02 3,510
T3538-060MTW-030D-50-4F 6.0 6.0 18.0 50.0 AR :3D +0/-0.02 2,820
T3538-060MTW-030D-75-4F 6.0 6.0 18.0 75.0 AR : 3D +0/-0.02 3,510
T3538-080MTW-030D-60-4F 8.0 8.0 24.0 60.0 HE 3D +0/-0.02 4,790
T3538-080MTW-030D-75-4F 8.0 8.0 24.0 75.0 AR : 3D +0/-0.02 5,460
T3538-100MTW-030D-75-4F 10.0 10.0 30.0 75.0 HAE 3D +0/-0.02 6,590
T3538-100MTW-030D-100-4F 10.0 10.0 30.0 100.0 AR :3D +0/-0.02 8,970
T3538-120MTW-030D-75-4F 12.0 12.0 36.0 75.0 AR :3D +0/-0.02 9,350
T3538-120MTW-030D-100-4F 12.0 12.0 36.0 100.0 AR :3D +0/-0.02 11,520



TOTIMcC

FBEE35/38°BHIRAMIHPAOI I VESL [F2)-X]
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Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 35/38°Unequal Spacing Teeth

@ F—H#3Z/First recommendation O Z#t32/Second recommendation A $=#%2/Last recomenndation

REMEF A& VN ] VN ]
9-9 HRC35UF HRC45:39 HRC50349 HRC554 &
Carbon Steel Alloy Steel Hardened Steel Hardened Steel

F52
227 A77VA MHASE i) 7=
Cast Iron Stainless Steel Heat Resistant Copper Alloy Aluminum
Material

S
Synthetic Resin

*WAé
Shjaﬁljgia Cutti :;EI;ength Totaléfngth HURDRE Neifiit?ing Tols\r;fnce
Length
T3538-030PTW-020D-50-4F 3 4 6 50 AL :2D +0/-0.02 1,540
T3538-040PTW-020D-50-4F 4 4 8 50 AR :2D +0/-0.02 1,540
T3538-050PTW-020D-50-4F 5 6 10 50 AR :2D +0/-0.02 2,160
T3538-060PTW-020D-50-4F 6 6 12 50 AR :2D +0/-0.02 2,160
T3538-080PTW-020D-60-4F 8 8 16 60 IR :2D +0/-0.02 4,300
T3538-100PTW-020D-75-4F 10 10 20 75 AR :2D +0/-0.02 6,550
T3538-120PTW-020D-75-4F 12 12 24 75 IR :2D +0/-0.02 8,600
T3538-030PTW-025D-50-4F 3 4 8 50 AR : 2.5D +0/-0.02 1,540
T3538-040PTW-025D-50-4F 4 4 10 50 AR :2.5D +0/-0.02 1,540
T3538-050PTW-025D-50-4F 5 6 13 50 AR : 2.5D +0/-0.02 2,160
T3538-060PTW-025D-50-4F 6 6 15 50 AR :2.5D +0/-0.02 2,160
T3538-080PTW-025D-60-4F 8 8 20 60 AR : 2.5D +0/-0.02 4,300
T3538-100PTW-025D-75-4F 10 10 25 75 ALK :2.5D +0/-0.02 6,550
T3538-120PTW-025D-75-4F 12 12 30 75 AR : 2.5D +0/-0.02 8,600
T3538-030PTW-030D-50-4F 3 4 9 50 AR : 3D +0/-0.02 1,540
T3538-040PTW-030D-50-4F 4 4 12 50 ALK : 3D +0/-0.02 1,540
T3538-050PTW-030D-50-4F 5 6 15 50 AR :3D +0/-0.02 2,060
T3538-050PTW-030D-75-4F 5 6 15 75 ALK : 3D +0/-0.02 3,070
T3538-060PTW-030D-50-4F 6 6 18 50 HE 3D +0/-0.02 2,160
T3538-060PTW-030D-75-4F 6 6 18 75 AR : 3D +0/-0.02 3,070
T3538-080PTW-030D-60-4F 8 8 24 60 HAE 3D +0/-0.02 4,300
T3538-080PTW-030D-75-4F 8 8 24 75 AR :3D +0/-0.02 5,330
T3538-100PTW-030D-75-4F 10 10 30 75 AR :3D +0/-0.02 6,550
T3538-100PTW-030D-100-4F 10 10 30 100 AR :3D +0/-0.02 9,020
T3538-120PTW-030D-75-4F 12 12 36 75 AR :3D +0/-0.02 8,600
T3538-120PTW-030D-100-4F 12 12 36 100 AR :3D +0/-0.02 11,870



TATIME
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Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 35/38°

@ FE—HESE/First recommendation O —#£38/Second recommendation A 5 =#3%/Last recomenndation

9-9 HRC35F
Carbon Steel

T3538-020S-50-4F
T3538-030S-50-4F
T3538-040S-50-4F
T3538-050S-50-4F
T3538-055S5-50-4F
T3538-060S-50-4F
T3538-070S-50-4F
T3538-080S-60-1-4F
T3538-080S-60-2-4F
T3538-100S-75-4F
T3538-120S-75-4F
T3538-160S-100-4F
T3538-200S-100-4F

A&
HRC4531H
Alloy Steel

BEASH
HRC50i9

Hardened Steel

2.0
3.0
4.0
5.0
5.5
6.0
7.0
8.0
8.0
10.0
12.0
16.0
20.0

BEAH
HRC5514

Hardened Steel

1

Cast Iron

FA S
Shank Dia
4.0
4.0
4.0
6.0
6.0
6.0
8.0
8.0
8.0
10.0
12.0
16.0
20.0

A7V A
Stainless Steel

O

AR

Cutting Length

6.0

9.0
11.0
13.0
16.0
16.0
20.0
20.0
25.0
25.0
30.0
36.0
45.0

Fo
MASE
Heat Resistant
Material

2k
Total Length

50.0
50.0
50.0
50.0
50.0
50.0
60.0
60.0
60.0
75.0
75.0
100.0
100.0

ki
Copper Alloy

o

VR
Neck Dia

GO TO THE ONLINE STORE!

7=

Aluminum

ESL2
(ARED)
Neck+Cutting
Length

LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03
+0/-0.03

2,100
2,100
2,100
3,030
4,430
3,030
4,900
4,900
7,810
8,750
11,660
21,580
33,250
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Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 23/26°Unequal Spacing Teeth

@ FE—HESE/First recommendation O —#£38/Second recommendation A 5 =#3%/Last recomenndation

KERAE A&
9-9 HRC35F HRC453i0D
Carbon Steel Alloy Steel

T2326-030MT2-030D-50-4F
T2326-040MT2-030D-50-4F
T2326-050MT2-030D-50-4F
T2326-060MT2-030D-50-4F
T2326-080MT2-030D-60-4F
T2326-100MT2-030D-75-4F
T2326-120MT2-030D-75-4F
T2326-160MT2-030D-100-4F

BEASH
HRC50i9

Hardened Steel

3.0
4.0
5.0
6.0
8.0
10.0
12.0
16.0

BEAH
HRC5514

Hardened Steel

1

Cast Iron

AN

EAd
Shank Dia
6.0
6.0
6.0
6.0
8.0
10.0
12.0
16.0

A7V A
Stainless Steel

AR

Cutting Length

10

9.0
12.0
15.0
18.0
24.0
30.0
36.0
48.0

Fo
MASE
Heat Resistant
Material

o

=3
Total Length

50.0
50.0
50.0
50.0
60.0
75.0
75.0
100.0

ki
Copper Alloy

o

VR
Neck Dia

7=

Aluminum

VOR
(ARED)

Neck +Cutting
Length

F40>
LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03

2,820
2,820
2,820
2,820
4,340
6,180
8,020
18,673



TATIME

HBIE40/42°BFRAMHRIIPIVFENL [f521-X]
XYIIARF)-F/AFRE A LFryvy15 2R Champagne Goldd-F 1% covo e onume store:

@ FE—HE8E/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWE aei
-9 HRC35F HRC45:39
Carbon Steel Alloy Steel

wew | ° ' °

T4042-030MT-6-4-9NL50-4F
T4042-040MT-6-6-12NL50-4F
T4042-050MT-6-8-15NL50-4F
T4042-060MT-6-9-18NL50-4F
T4042-080MT-8-12-24NL60-4F
T4042-100MT-10-15-30NL75-4F
T4042-120MT-12-18-36NL100-4F
T4042-030MT-6-4-15NL75-4F
T4042-040MT-6-6-20NL75-4F
T4042-050MT-6-8-25NL75-4F
T4042-060MT-6-9-30NL75-4F
T4042-080MT-8-12-40NL100-4F
T4042-100MT-10-15-50NL100-4F
T4042-120MT-12-18-60NL110-4F

LN
HRC5033H

Hardened Steel

3.0
4.0
5.0
6.0
8.0
10.0
12.0
3.0
4.0
5.0
6.0
8.0
10.0
12.0

BEASH
HRC55M £

Hardened Steel

220

Cast Iron

PAP)

Shank Dia

6.0
6.0
6.0
6.0
8.0
10.0
12.0
6.0
6.0
6.0
6.0
8.0
10.0
12.0

A7V A
Stainless Steel

AR

Cutting Length

1M1

4.0
6.0
8.0
9.0
12.0
15.0
18.0
4.0
6.0
8.0
9.0
12.0
15.0
18.0

FHU
MHaS
Heat Resistant
Material

E=
Total Length
50.0
50.0
50.0
50.0
60.0
75.0
100.0
75.0
75.0
75.0
75.0
100.0
100.0
110.0

iR

Copper Alloy

o

VR
Neck Dia

2.8
3.7
4.7
5.5
7.3
9.1

11
2.8
3.7
4.7
5.5
7.3
9.1

11

7=

Aluminum

VOR
(ARED)

Neck+Cutting

Length

LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02

3,530
3,530
3,530
3,530
6,100
9,470
15,040
4,470
4,470
4,470
4,470
8,440
11,760
15,620
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Series/2 Flutes Square Carbide End Mill

@ FE—HESE/First recommendation O —#£38/Second recommendation A 5 =#3%/Last recomenndation

REME Ael BEASH BEASH
9-9 HRC35UF HRC45339 HRC50:39 HRC55 £
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

Fo
1 27UV M#AGE | 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

° I I I 5 I I o

RS
Synthetic Resin

VIR
PAZ) AR 2R LS (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck +Cutting Tolarance
Length
T48-005S-50-2F 0.5 4.0 1.0 50.0 +0/-0.02 850
T48-008S-50-2F 0.8 4.0 2.0 50.0 +0/-0.02 850
T48-010S-50-2F 1.0 4.0 3.0 50.0 +0/-0.02 850
T48-015S-50-2F 1.5 4.0 4.0 50.0 +0/-0.02 850
T48-020S-50-1-2F 2.0 4.0 3.0 50.0 +0/-0.02 850
T48-020S-50-2-2F 2.0 4.0 6.0 50.0 +0/-0.02 850
T48-020S-75-2F 2.0 4.0 15.0 75.0 +0/-0.02 1,060
T48-025S-50-1-2F 2.5 4.0 6.0 50.0 +0/-0.02 850
T48-0255-50-2-2F 2.5 4.0 8.0 50.0 +0/-0.02 950
T48-030S-04-50-2F 3.0 4.0 9.0 50.0 +0/-0.02 1,130
T48-030S-06-50-2F 3.0 6.0 9.0 50.0 +0/-0.02 1,130
T48-030S-06-75-2F 3.0 6.0 12.0 75.0 +0/-0.02 1,550
T48-040S-04-50-2F 4.0 4.0 11.0 50.0 +0/-0.02 1,130
T48-040S-06-50-2F 4.0 6.0 11.0 50.0 +0/-0.02 1,370
T48-045S-50-1-2F 4.5 6.0 11.0 50.0 +0/-0.02 1,370
T48-045S-50-2-2F 4.5 6.0 13.0 50.0 +0/-0.02 1,370
T48-050S-50-2F 5.0 6.0 13.0 50.0 +0/-0.02 1,370
T48-055S-50-2F 5.5 6.0 16.0 50.0 +0/-0.02 1,370
T48-060S-50-2F 6.0 6.0 16.0 50.0 +0/-0.02 1,370
T48-060S-100-2F 6.0 6.0 20.0 100.0 +0/-0.02 1,970
T48-065S-60-2F 6.5 8.0 16.0 60.0 +0/-0.02 2,360
T48-070S-60-2F 7.0 8.0 20.0 60.0 +0/-0.02 2,360
T48-075S-60-2F 7.5 8.0 20.0 60.0 +0/-0.02 2,360
T48-080S-60-2F 8.0 8.0 20.0 60.0 +0/-0.02 2,360
T48-080S-100-2F 8.0 8.0 25.0 100.0 +0/-0.02 2,880
T48-085S-75-2F 8.5 10.0 23.0 75.0 +0/-0.02 3,590
T48-090S-75-2F 9.0 10.0 23.0 75.0 +0/-0.02 3,590
T48-100S-75-2F 10.0 10.0 25.0 75.0 +0/-0.02 3,590
T48-100S-100-2F 10.0 10.0 30.0 100.0 +0/-0.02 4,090
T48-120S-75-2F 12.0 12.0 30.0 75.0 +0/-0.02 4,930
T48-120S-100-2F 12.0 12.0 35.0 100.0 +0/-0.02 5,600
T48-160S-150-2F 16.0 16.0 36.0 150.0 +0/-0.03 18,000
T48-200S-150-2F 20.0 20.0 45.0 150.0 +0/-0.03 25,120

12
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48S4F Series/4 Flutes Square Carbide End Mill

@ FE—HESE/First recommendation O —#£38/Second recommendation A 5 =#3%/Last recomenndation

REME aei BEASH BEASA
D=2 HRC35F HRC45339 HRC50:39 HRC55M
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FU
k227 eI MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

wem | ° ' ° ' ' ° ' o ' ' o

F4Or
[lEES
Synthetic Resin

VIR
PAZ) AR =3 XyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T48-010S-50-4F 1.0 4.0 3.0 50.0 +0/-0.02 1,230
T48-015S5-04-50-4F 1.5 4.0 5.0 50.0 +0/-0.02 1,230
T48-0155-06-50-4F 1.5 6.0 5.0 50.0 +0/-0.02 1,640
T48-020S-04-50-4F 2.0 4.0 6.0 50.0 +0/-0.02 1,230
T48-020S-06-50-4F 2.0 6.0 6.0 50.0 +0/-0.02 1,640
T48-0255-04-50-4F 2.5 4.0 8.0 50.0 +0/-0.02 1,370
T48-0255-06-50-4F 2.5 6.0 8.0 50.0 +0/-0.02 1,640
T48-030S-03-50-4F 3.0 3.0 9.0 50.0 +0/-0.02 1,230
T48-030S-04-50-4F 3.0 4.0 9.0 50.0 +0/-0.02 1,230
T48-030S-06-50-1-4F 3.0 6.0 6.0 50.0 +0/-0.02 1,640
T48-030S-06-50-2-4F 3.0 6.0 9.0 50.0 +0/-0.02 1,640
T48-030S-75-4F 3.0 4.0 12.0 75.0 +0/-0.02 1,640
T48-031S-50-4F 3.1 4.0 9.0 50.0 +0/-0.02 1,230
T48-035S-50-4F 3.5 4.0 11.0 50.0 +0/-0.02 1,230
T48-040S-04-50-4F 4.0 4.0 11.0 50.0 +0/-0.02 1,230
T48-040S-06-50-4F 4.0 6.0 11.0 50.0 +0/-0.02 1,640
T48-040S-75-4F 4.0 4.0 15.0 75.0 +0/-0.02 1,450
T48-045S-50-4F 4.5 6.0 11.0 50.0 +0/-0.02 1,640
T48-050S-05-50-4F 5.0 5.0 13.0 50.0 +0/-0.02 1,640
T48-050S-06-50-1-4F 5.0 6.0 8.0 50.0 +0/-0.02 1,640
T48-050S-06-50-2-4F 5.0 6.0 13.0 50.0 +0/-0.02 1,640
T48-050S-75-4F 5.0 6.0 20.0 75.0 +0/-0.02 1,640
T48-055S5-50-4F 5.5 6.0 16.0 50.0 +0/-0.02 1,640
T48-060S-50-1-4F 6.0 6.0 16.0 50.0 +0/-0.02 1,640
T48-060S-50-2-4F 6.0 6.0 18.0 50.0 +0/-0.02 1,640
T48-060S-75-4F 6.0 6.0 20.0 75.0 +0/-0.02 1,640
T48-065S-60-4F 6.5 8.0 16.0 60.0 +0/-0.02 2,590
T48-070S-60-4F 7.0 8.0 20.0 60.0 +0/-0.02 2,590
T48-075S-60-4F 7.5 8.0 20.0 60.0 +0/-0.02 2,590
T48-080S-60-4F 8.0 8.0 20.0 60.0 +0/-0.02 2,590
T48-080S-100-4F 8.0 8.0 25.0 100.0 +0/-0.02 3,000
T48-085S-75-4F 8.5 10.0 23.0 75.0 +0/-0.02 4,880
T48-090S-75-4F 9.0 10.0 23.0 75.0 +0/-0.02 4,880
T48-095S-75-4F 9.5 10.0 25.0 75.0 +0/-0.02 4,880
T48-100S-75-4F 10.0 10.0 25.0 75.0 +0/-0.02 3,790
T48-100S-100-4F 10.0 10.0 30.0 100.0 +0/-0.02 4,340
T48-110S-75-4F 11.0 12.0 28.0 75.0 +0/-0.02 4,800
T48-120S-75-4F 12.0 12.0 30.0 75.0 +0/-0.02 4,800
T48-120S-100-4F 12.0 12.0 35.0 100.0 +0/-0.02 5,410
T48-130S-100-4F 13.0 14.0 32.0 100.0 +0/-0.03 11,860
T48-140S-75-4F 14.0 14.0 32.0 75.0 +0/-0.03 8,520
T48-140S-100-4F 14.0 14.0 34.0 100.0 +0/-0.03 11,860
T48-150S-100-4F 15.0 16.0 36.0 100.0 +0/-0.03 11,820
T48-160S-100-4F 16.0 16.0 36.0 100.0 +0/-0.03 12,390
T48-180S-100-4F 18.0 18.0 45.0 100.0 +0/-0.03 17,690
T48-180S-150-4F 18.0 18.0 70.0 150.0 +0/-0.03 20,700
T48-200S-100-4F 20.0 20.0 45.0 100.0 +0/-0.03 16,670
T48-200S-150-4F 20.0 20.0 70.0 150.0 +0/-0.03 34,300

13
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Series/4 Flutes Square Carbide End Mill

@ F—¥#E8%/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

9-9 HRC35UF
Carbon Steel

T48-060S-50-6F
T48-080S-60-6F
T48-100S-75-6F
T48-120S-75-6F
T48-160S-100-6F
T48-200S-100-6F

A&l
HRC45:39
Alloy Steel

A
HRC50509

Hardened Steel

BEAH
HRC554 &

Hardened Steel

220

Cast Iron

EAed
Shank Dia

6.0

8.0
10.0
12.0
16.0
20.0

A7V A
Stainless Steel

o

AR

Cutting Length

14

15.0
20.0
25.0
30.0
36.0
45.0

Fo
MASE
Heat Resistant
Material

E=
Total Length
50.0
60.0
75.0
75.0
100.0
100.0

ki
Copper Alloy

o

VR
Neck Dia

7=

Aluminum

ESL2
(ARET)
Neck +Cutting
Length

LR

Synthetic Resin

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.03
+0/-0.03

1,540
3,070
4,760
6,810
14,120
21,560
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Series / 4 Flutes Square Carbide End Mill For Stainless Steel

@ F—¥#E8E/First recommendation O —#£3%/Second recommendation A 5 =#3%/Last recomenndation

REWE aei BEASH BEASA
-9 HRC35KF HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

i I o I A I I I I " I N I o

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance

Length
T48-010M-50-4F 1.0 4.0 3.0 50.0 +0/-0.02 1,730
T48-015M-50-4F 1.5 4.0 4.0 50.0 +0/-0.02 1,730
T48-020M-50-4F 2.0 4.0 6.0 50.0 +0/-0.02 1,730
T48-025M-50-4F 2.5 4.0 8.0 50.0 +0/-0.02 1,730
T48-030M-50-4F 3.0 4.0 9.0 50.0 +0/-0.02 1,730
T48-035M-50-4F 3.5 4.0 10.0 50.0 +0/-0.02 1,730
T48-040M-04-50-4F 4.0 4.0 11.0 50.0 +0/-0.02 1,730
T48-040M-06-50-4F 4.0 6.0 11.0 50.0 +0/-0.02 2,300
T48-050M-50-4F 5.0 6.0 13.0 50.0 +0/-0.02 2,300
T48-060M-50-4F 6.0 6.0 16.0 50.0 +0/-0.02 2,300
T48-080M-60-4F 8.0 8.0 20.0 60.0 +0/-0.02 3,470
T48-100M-75-4F 10.0 10.0 25.0 75.0 +0/-0.02 5,890
T48-120M-75-4F 12.0 12.0 30.0 75.0 +0/-0.02 7,480
T48-160M-100-4F 16.0 16.0 36.0 100.0 +0/-0.03 14,080
T48-200M-100-4F 20.0 20.0 45.0 100.0 +0/-0.03 21,230

15
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Sereis/4 Flutes Square Carbide End Mill For Hardened Steel

@ FE—HE8E/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

e | ° ' ° ' ' ' ' o ' A ' o

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance

Length
T60-010H-50-4F 1.0 4.0 2.5 50.0 +0/-0.01 2,740
T60-015H-50-4F 1.5 4.0 4.0 50.0 +0/-0.01 2,740
T60-020H-50-4F 2.0 4.0 5.0 50.0 +0/-0.01 2,740
T60-025H-50-4F 2.5 4.0 6.0 50.0 +0/-0.01 2,740
T60-030H-50-4F 3.0 4.0 8.0 50.0 +0/-0.01 2,740
T60-040H-50-4F 4.0 4.0 10.0 50.0 +0/-0.01 2,740
T60-050H-50-4F 5.0 6.0 13.0 50.0 +0/-0.01 3,270
T60-060H-50-4F 6.0 6.0 15.0 50.0 +0/-0.01 3,270
T60-080H-60-4F 8.0 8.0 20.0 60.0 +0/-0.02 4,410
T60-100H-75-4F 10.0 10.0 25.0 75.0 +0/-0.02 7,100
T60-120H-75-4F 12.0 12.0 30.0 75.0 +0/-0.02 9,470
T60-160H-100-4F 16.0 16.0 40.0 100.0 +0/-0.03 20,180
T60-200H-100-4F 20.0 20.0 50.0 100.0 +0/-0.03 43,290

16
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6554F Series/4 Flutes Square Carbide End Mill For Hardened Steel

@ F—¥#E8E/First recommendation O —#£3%/Second recommendation A 5 =#3%/Last recomenndation

REWE aei BEASH BEASA
-9 HRC35KF HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

wew | ° ' ° ' ° ' ° ' ' ' o

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T65-010S-50-4F 1.0 4.0 3.0 50.0 -0.01/-0.02 1,350
T65-015S-50-4F 1.5 4.0 4.0 50.0 -0.01/-0.02 1,350
T65-020S-50-4F 2.0 4.0 5.0 50.0 -0.01/-0.02 1,350
T65-0255-04-50-4F 2.5 4.0 8.0 50.0 -0.01/-0.02 1,350
T65-0255-06-50-4F 2.5 6.0 8.0 50.0 -0.01/-0.02 2,420
T65-030S-03-50-4F 3.0 3.0 8.0 50.0 -0.01/-0.02 1,350
T65-030S-04-50-4F 3.0 4.0 8.0 50.0 -0.01/-0.02 1,350
T65-030S-06-50-4F 3.0 6.0 8.0 50.0 -0.01/-0.02 2,420
T65-030S-75-4F 3.0 3.0 12.0 75.0 -0.01/-0.02 1,820
T65-030S-100-4F 3.0 3.0 15.0 100.0 -0.01/-0.02 2,060
T65-0355-04-50-4F 3.5 4.0 10.0 50.0 -0.01/-0.02 1,350
T65-0355-06-50-4F 3.5 6.0 10.0 50.0 -0.01/-0.02 2,420
T65-040S-04-50-4F 4.0 4.0 10.0 50.0 -0.01/-0.02 1,350
T65-040S-06-50-4F 4.0 6.0 10.0 50.0 -0.01/-0.02 2,420
T65-040S-75-4F 4.0 4.0 16.0 75.0 -0.01/-0.02 1,820
T65-040S-100-4F 4.0 4.0 20.0 100.0 -0.01/-0.02 2,060
T65-0455-50-4F 4.5 6.0 12.0 50.0 -0.01/-0.02 2,420
T65-050S-05-50-4F 5.0 5.0 13.0 50.0 -0.01/-0.02 2,530
T65-0505-06-50-4F 5.0 6.0 13.0 50.0 -0.01/-0.02 2,530
T65-050S-75-4F 5.0 5.0 20.0 75.0 -0.01/-0.02 3,060
T65-050S-100-4F 5.0 5.0 25.0 100.0 -0.01/-0.02 3,590
T65-060S-50-4F 6.0 6.0 15.0 50.0 -0.01/-0.02 2,530
T65-060S-75-4F 6.0 6.0 25.0 75.0 -0.01/-0.02 3,060
T65-060S-100-4F 6.0 6.0 30.0 100.0 -0.01/-0.02 3,590
T65-060S-150-4F 6.0 6.0 40.0 150.0 -0.01/-0.02 6,180
T65-070S-60-4F 7.0 8.0 18.0 60.0 -0.015/-0.03 4,120
T65-080S-60-4F 8.0 8.0 20.0 60.0 -0.015/-0.03 4,120
T65-080S-75-4F 8.0 8.0 25.0 75.0 -0.015/-0.03 4,710
T65-080S-100-4F 8.0 8.0 35.0 100.0 -0.015/-0.03 5,890
T65-080S-150-4F 8.0 8.0 50.0 150.0 -0.015/-0.03 9,660
T65-090S-75-4F 9.0 10.0 23.0 75.0 -0.015/-0.03 6,540
T65-100S-75-4F 10.0 10.0 25.0 75.0 -0.015/-0.03 6,540
T65-100S-100-4F 10.0 10.0 40.0 100.0 -0.015/-0.03 7,480
T65-100S-150-4F 10.0 10.0 50.0 150.0 -0.015/-0.03 12,900
T65-120S-75-4F 12.0 12.0 30.0 75.0 -0.02/-0.04 8,720
T65-120S-100-4F 12.0 12.0 45.0 100.0 -0.02/-0.04 11,080
T65-120S-150-4F 12.0 12.0 55.0 150.0 -0.02/-0.04 18,260
T65-140S-100-4F 14.0 14.0 45.0 100.0 -0.02/-0.04 14,380
T65-140S-150-4F 14.0 14.0 60.0 150.0 -0.02/-0.04 23,680
T65-160S-100-4F 16.0 16.0 45.0 100.0 -0.02/-0.04 18,560
T65-160S-150-4F 16.0 16.0 60.0 150.0 -0.02/-0.04 30,000
T65-180S-100-4F 18.0 18.0 45.0 100.0 -0.02/-0.04 22,800
T65-180S-150-4F 18.0 18.0 70.0 150.0 -0.02/-0.04 37,410
T65-200S-100-4F 20.0 20.0 45.0 100.0 -0.02/-0.04 27,280
T65-200S-150-4F 20.0 20.0 70.0 150.0 -0.02/-0.04 46,250

17
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65HT6F Series/6 Flutes Square Carbide End Mill For Hardened Steel

@ FE—HE8E/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation
FI

RERE &0 KEASE KEASH - ) 40z
9-9 HRC35UF HRC45:39 HRC50:39 HRC55 k£ &1 QA e S & Gl [lEES

Carbon Steel Alloy Steel Hardened Steel | Hardened Steel (G 1w Siieiivllz=s Sizal Hea&:te::isatlant Cerppar iy Al Synthetic Resin

b3 [ J [ J [ J [ J O
ESL2
PAZ/) AR E= VR (IRET) RE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length

T60-060HT-030D-50-6F 6 6 18 50 3D +0/-0.015 3,660
T60-060HT-050D-75-6F 6 6 30 75 5D +0/-0.015 4,770
T60-080HT-030D-60-6F 8 8 24 60 3D +0/-0.015 6,090
T60-080HT-050D-100-6F 8 8 40 100 5D +0/-0.015 8,510
T60-100HT-030D-75-6F 10 10 30 75 3D +0/-0.015 9,770
T60-100HT-050D-100-6F 10 10 50 100 5D +0/-0.015 12,720
T60-120HT-030D-75-6F 12 12 36 75 3D +0/-0.015 12,620
T60-120HT-050D-120-6F 12 12 60 120 5D +0/-0.015 21,330
T60-140HT-030D-100-6F 14 14 42 100 3D +0/-0.015 21,100
T60-140HT-050D-150-6F 14 14 70 150 5D +0/-0.015 29,920
T60-160HT-030D-100-6F 16 16 48 100 3D +0/-0.015 25,710
T60-160HT-050D-150-6F 16 16 80 150 5D +0/-0.015 36,320
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45AL3F Series/3 Flutes Square Carbide End Mill For Aluminum

R
S N

@ F—¥#E8E/First recommendation O —#£3%/Second recommendation A 5 =#3%/Last recomenndation

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

i I I I I I I 5 I .

REWE aei BEASH BEASA
-9 HRC35KF HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

VIR
PAZ) AR 2R xyoE (ARET)
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting
Length
T45-010AL-50-3F 1.0 4.0 3.0 50.0
T45-0125AL-50-3F 1.3 4.0 4.0 50.0
T45-015AL-50-3F 1.5 4.0 5.0 50.0
T45-020AL-50-3F 2.0 4.0 6.0 50.0
T45-025AL-50-3F 2.5 4.0 8.0 50.0
T45-030AL-50-3F 3.0 4.0 9.0 50.0
T45-030AL-06-50-3F 3.0 6.0 11.0 50.0
T45-040AL-50-3F 4.0 4.0 12.0 50.0
T45-040AL-06-50-3F 4.0 6.0 12.0 50.0
T45-040AL-75-3F 4.0 4.0 12.0 75.0
T45-040AL-06-75-3F 4.0 6.0 14.0 75.0
T45-040AL-100-3F 4.0 4.0 25.0 100.0
T45-050AL-50-3F 5.0 5.0 15.0 50.0
T45-050AL-06-50-3F 5.0 6.0 15.0 50.0
T45-050AL-75-3F 5.0 5.0 15.0 75.0
T45-050AL-06-75-3F 5.0 6.0 18.0 75.0
T45-060AL-50-3F 6.0 6.0 18.0 50.0
T45-060AL-75-3F 6.0 6.0 30.0 75.0
T45-060AL-100-3F 6.0 6.0 30.0 100.0
T45-080AL-60-3F 8.0 8.0 24.0 60.0
T45-080AL-75-3F 8.0 8.0 35.0 75.0
T45-080AL-100-3F 8.0 8.0 40.0 100.0
T45-100AL-75-3F 10.0 10.0 30.0 75.0
T45-100AL-100-3F 10.0 10.0 40.0 100.0
T45-100AL-150-3F 10.0 10.0 50.0 150.0
T45-120AL-75-3F 12.0 12.0 36.0 75.0
T45-120AL-100-3F 12.0 12.0 45.0 100.0
T45-120AL-150-3F 12.0 12.0 60.0 150.0
T45-140AL-100-3F 14.0 14.0 45.0 100.0
T45-140AL-150-3F 14.0 14.0 60.0 150.0
T45-160AL-100-3F 16.0 16.0 45.0 100.0
T45-160AL-150-3F 16.0 16.0 60.0 150.0
T45-180AL-100-3F 18.0 18.0 45.0 100.0
T45-180AL-150-3F 18.0 18.0 70.0 150.0
T45-200AL-100-3F 20.0 20.0 45.0 100.0
T45-200AL-150-3F 20.0 20.0 70.0 150.0

19

F40>
LR

Synthetic Resin

nE

Tolarance

-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.01/-0.02
-0.015/-0.03
-0.015/-0.03
-0.015/-0.03
-0.015/-0.03
-0.015/-0.03
-0.015/-0.03
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04
-0.02/-0.04

870
870
870
870
870
870
2,150
870
1,690
1,110
2,530
1,460
1,690
1,690
1,850
2,530
1,690
1,850
2,090
2,570
3,590
3,780
3,840
4,390
9,820
5,460
7,900
12,400
10,550
17,720
12,930
19,780
16,820
29,200
19,200
30,760
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Series/3 Flutes Square Carbide End Mill For Aluminum

@ F—¥#E8E/First recommendation O —#£3%/Second recommendation A 5 =#3%/Last recomenndation
Fo

REWE A&l A KA = . _ F40
-9 HRC35F HRC45389 HRC5058H HRC558 £ &1 QA e S & Gl [lEES

Carbon Steel Alloy Steel Hardened Steel | Hardened Steel cestien Sttt Sz Hea,c\:te::isatlant Cepper Al GO Synthetic Resin

o ' ° o

VIR
PA AR 2R RYIE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck +Cutting Tolarance

Length
T48-020AL-50-3F 2.0 4.0 6.0 50.0 +0/-0.01 1,260
T48-030AL-50-3F 3.0 4.0 9.0 50.0 +0/-0.01 1,260
T48-040AL-50-3F 4.0 4.0 11.0 50.0 +0/-0.01 1,260
T48-050AL-50-3F 5.0 6.0 13.0 50.0 +0/-0.01 1,880
T48-060AL-50-3F 6.0 6.0 16.0 50.0 +0/-0.01 1,850
T48-080AL-60-3F 8.0 8.0 20.0 60.0 +0/-0.01 3,500
T48-100AL-75-3F 10.0 10.0 25.0 75.0 +0/-0.01 5,950
T48-120AL-75-3F 12.0 12.0 30.0 75.0 +0/-0.02 7,880
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45AL3FDLC1 Series/3 Flutes Square Carbide End Mill with DLC Coating For Aluminum

@ F—H#E8%/First recommendation O —#3%/Second recommendation A $=#3%/Last recomenndation

REME a&il BEASE BEASE
HRC35KF HRC45589 HRC50539 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

Fo
k227 I m#ASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

[FEEES
Synthetic Resin

ESZE
AP AR 33 xYOE (ARED) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
T45-010AL-50-3F-DLC1 1.0 4.0 3.0 50.0 -0.01/-0.02 3,450
T45-020AL-50-3F-DLC1 2.0 4.0 6.0 50.0 -0.01/-0.02 3,450
T45-030AL-50-3F-DLC1 3.0 4.0 9.0 50.0 -0.01/-0.02 3,450
T45-030AL-06-50-3F-DLC1 3.0 6.0 11.0 50.0 -0.01/-0.02 5,150
T45-040AL-50-3F-DLC1 4.0 4.0 12.0 50.0 -0.01/-0.02 3,450
T45-040AL-06-50-3F-DLC1 4.0 6.0 12.0 50.0 -0.01/-0.02 4,700
T45-040AL-75-3F-DLC1 4.0 4.0 12.0 75.0 -0.01/-0.02 4,300
T45-040AL-06-75-3F-DLC1 4.0 6.0 14.0 75.0 -0.01/-0.02 6,530
T45-050AL-50-3F-DLC1 5.0 5.0 15.0 50.0 -0.01/-0.02 4,690
T45-050AL-06-50-3F-DLC1 5.0 6.0 15.0 50.0 -0.01/-0.02 4,800
T45-050AL-75-3F-DLC1 5.0 5.0 15.0 75.0 -0.01/-0.02 5,970
T45-050AL-06-75-3F-DLC1 5.0 6.0 18.0 75.0 -0.01/-0.02 6,690
T45-060AL-50-3F-DLC1 6.0 6.0 18.0 50.0 -0.015/-0.03 4,690
T45-060AL-75-3F-DLC1 6.0 6.0 30.0 75.0 -0.015/-0.03 5,850
T45-080AL-60-3F-DLC1 8.0 8.0 24.0 60.0 -0.015/-0.03 7,600
T45-080AL-75-3F-DLC1 8.0 8.0 35.0 75.0 -0.015/-0.03 9,440
T45-100AL-75-3F-DLC1 10.0 10.0 30.0 75.0 -0.02/-0.04 11,110
T45-100AL-100-3F-DLC1 10.0 10.0 40.0 100.0 -0.02/-0.04 11,660
T45-100AL-150-3F-DLC1 10.0 10.0 50.0 150.0 -0.02/-0.04 18,000
T45-120AL-75-3F-DLC1 12.0 12.0 36.0 75.0 -0.02/-0.04 13,040
T45-120AL-100-3F-DLC1 12.0 12.0 45.0 100.0 -0.02/-0.04 15,480
T45-120AL-150-3F-DLC1 12.0 12.0 60.0 150.0 -0.02/-0.04 20,580
T45-140AL-100-3F-DLC1 14.0 14.0 45.0 100.0 -0.02/-0.04 19,040
T45-140AL-150-3F-DLC1 14.0 14.0 60.0 150.0 -0.02/-0.04 26,210
T45-160AL-100-3F-DLC1 16.0 16.0 45.0 100.0 -0.02/-0.04 21,420
T45-160AL-150-3F-DLC1 16.0 16.0 60.0 150.0 -0.02/-0.04 28,270
T45-180AL-100-3F-DLC1 18.0 18.0 45.0 100.0 -0.02/-0.04 26,820
T45-180AL-150-3F-DLC1 18.0 18.0 70.0 150.0 -0.02/-0.04 40,410
T45-200AL-100-3F-DLC1 20.0 20.0 45.0 100.0 -0.02/-0.04 29,200
T45-200AL-150-3F-DLC1 20.0 20.0 70.0 150.0 -0.02/-0.04 41,980
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Series/Anti-Vibration 3 Flutes Square Carbide End Mill for Aluminum Variable Helix Leads 38/40/42°Unequal Spacing Teeth

@ F—HE8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

REWE aei
-9 HRC35KF HRC45:39
Carbon Steel Alloy Steel

wew |

T384042-050AL-50-3F
T384042-050AL-75-3F
T384042-060AL-50-3F
T384042-060AL-75-3F
T384042-080AL-60-3F
T384042-080AL-75-3F
T384042-100AL-75-3F
T384042-100AL-100-3F
T384042-120AL-75-3F
T384042-120AL-100-3F

LN
HRC5033H

Hardened Steel

5.0
5.0
6.0
6.0
8.0
8.0
10.0
10.0
12.0
12.0

BEASH
HRC55M £

Hardened Steel

1

Cast Iron

FA S
Shank Dia
6.0
6.0
6.0
6.0
8.0
8.0
10.0
10.0
12.0
12.0

AF7VA
Stainless Steel

AR

Cutting Length

22

15.0
15.0
18.0
18.0
24.0
24.0
30.0
30.0
36.0
36.0

FHU
MHaS
Heat Resistant
Material

E=
Total Length
50.0
75.0
50.0
75.0
60.0
75.0
75.0
100.0
75.0
100.0

ki
Copper Alloy

O

VR
Neck Dia

IHFEFTTE

GO TO THE ONLINE STORE!

7=

Aluminum
(]

ESL2
(ARED)
Neck+Cutting
Length

LR

Synthetic Resin

o

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02

2,430
2,880
2,430
2,880
3,860
4,350
5,880
7,000
7,500
9,520
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Series/Anti-Vibration 3 Flutes Square Carbide End Mill with DLC Coating for Aluminum Variable Helix Leads 38/40/42°Unequal Spacing Teeth[g]

@ FE—HE8E/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWE aei
-9 HRC35F HRC45:39
Carbon Steel Alloy Steel

wew |

T384042-050AL-50-3F-DLC
T384042-050AL-75-3F-DLC
T384042-060AL-50-3F-DLC
T384042-060AL-75-3F-DLC
T384042-080AL-60-3F-DLC
T384042-080AL-75-3F-DLC
T384042-100AL-75-3F-DLC
T384042-100AL-100-3F-DLC
T384042-120AL-75-3F-DLC
T384042-120AL-100-3F-DLC

LN
HRC5033H

Hardened Steel

5.0
5.0
6.0
6.0
8.0
8.0
10.0
10.0
12.0
12.0

BEASH
HRC55M £

Hardened Steel

220

Cast Iron

PAP)

Shank Dia

6.0
6.0
6.0
6.0
8.0
8.0
10.0
10.0
12.0
12.0

A7V A
Stainless Steel

AR

Cutting Length

23

15.0
15.0
18.0
18.0
24.0
24.0
30.0
30.0
36.0
36.0

FHU
MHaS
Heat Resistant
Material

E=
Total Length
50.0
75.0
50.0
75.0
60.0
75.0
75.0
100.0
75.0
100.0

ki
Copper Alloy

VR
Neck Dia

IHFEFTTE

GO TO THE ONLINE STORE!

7=

Aluminum
(]

ESL2
(ARED)
Neck+Cutting
Length

Synthetic Resin
[ J

nE
Tolarance

+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02
+0/-0.02

5,420
6,880
5,420
6,880
8,890
10,200
13,150
14,270
15,070
17,100
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Series/Anti-Vibration 4 Flutes Coner Radius Carbide End Mill Variable Helix Leads 40/43°Unequal Spacing Teeth

@ F—HE8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASH BEASA
-9 HRC35KF HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

e | ° ' ° ' ' ' ' ° ' ° ' o

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance

Length
T4043-060CR0O05-50-4F 6.0 0.5R 6.0 13.0 50.0 +0/-0.02 2,660
T4043-060CR010-50-4F 6.0 1.0R 6.0 13.0 50.0 +0/-0.02 2,660
T4043-080CR0O05-60-4F 8.0 0.5R 8.0 20.0 60.0 +0/-0.02 4,460
T4043-080CR010-60-4F 8.0 1.0R 8.0 20.0 60.0 +0/-0.02 4,460
T4043-100CR0O05-75-4F 10.0 0.5R 10.0 22.0 75.0 +0/-0.02 6,920
T4043-100CR010-75-4F 10.0 1.0R 10.0 22.0 75.0 +0/-0.02 6,920
T4043-100CR020-75-4F 10.0 2.0R 10.0 22.0 75.0 +0/-0.02 6,920
T4043-120CR0O05-75-4F 12.0 0.5R 12.0 26.0 75.0 +0/-0.02 8,890
T4043-120CR010-75-4F 12.0 1.0R 12.0 26.0 75.0 +0/-0.02 8,890
T4043-120CR020-75-4F 12.0 2.0R 12.0 26.0 75.0 +0/-0.02 8,890
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48CR2F Series/2 Flutes Coner Radius Carbide End Mill

@ F—¥#E8%/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

wew | ° ' ° ' ' ° ' o ' ' o

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T48-010CR002-50-2F 1.0 0.2R 4.0 3.0 50.0 +0/-0.02 1,490
T48-015CR002-50-2F 1.5 0.2R 4.0 5.0 50.0 +0/-0.02 1,490
T48-020CR002-50-2F 2.0 0.2R 4.0 6.0 50.0 +0/-0.02 1,490
T48-030CR002-04-50-2F 3.0 0.2R 4.0 9.0 50.0 +0/-0.02 1,490
T48-030CR002-06-50-2F 3.0 0.2R 6.0 9.0 50.0 +0/-0.02 2,140
T48-030CR003-04-50-2F 3.0 0.3R 4.0 9.0 50.0 +0/-0.02 1,490
T48-030CR003-06-50-2F 3.0 0.3R 6.0 9.0 50.0 +0/-0.02 2,140
T48-030CR005-04-50-2F 3.0 0.5R 4.0 9.0 50.0 +0/-0.02 1,490
T48-030CR005-06-50-2F 3.0 0.5R 6.0 9.0 50.0 +0/-0.02 2,140
T48-040CR002-04-50-2F 4.0 0.2R 4.0 11.0 50.0 +0/-0.02 1,490
T48-040CR002-06-50-2F 4.0 0.2R 6.0 11.0 50.0 +0/-0.02 2,140
T48-040CR003-04-50-2F 4.0 0.3R 4.0 11.0 50.0 +0/-0.02 1,490
T48-040CR003-06-50-2F 4.0 0.3R 6.0 11.0 50.0 +0/-0.02 2,140
T48-040CR005-04-50-2F 4.0 0.5R 4.0 11.0 50.0 +0/-0.02 1,490
T48-040CR005-06-50-2F 4.0 0.5R 6.0 11.0 50.0 +0/-0.02 2,140
T48-040CR0O10-50-2F 4.0 1R 4.0 11.0 50.0 +0/-0.02 1,490
T48-050CR002-50-2F 5.0 0.2R 6.0 13.0 50.0 +0/-0.02 2,140
T48-050CR003-50-2F 5.0 0.3R 6.0 13.0 50.0 +0/-0.02 2,140
T48-050CR005-50-2F 5.0 0.5R 6.0 13.0 50.0 +0/-0.02 2,140
T48-050CR0O10-50-2F 5.0 1R 6.0 13.0 50.0 +0/-0.02 2,140
T48-060CR005-50-2F 6.0 0.5R 6.0 16.0 50.0 +0/-0.02 2,140
T48-060CR0O10-50-2F 6.0 1R 6.0 16.0 50.0 +0/-0.02 2,140
T48-060CR015-50-2F 6.0 1.5R 6.0 16.0 50.0 +0/-0.02 2,140
T48-060CR020-50-2F 6.0 2R 6.0 16.0 50.0 +0/-0.02 2,140
T48-060CR0O10-75-2F 6.0 1R 6.0 16.0 75.0 +0/-0.02 2,370
T48-060CR0O15-75-2F 6.0 1.5R 6.0 16.0 75.0 +0/-0.02 2,370
T48-080CR003-60-2F 8.0 0.3R 8.0 20.0 60.0 +0/-0.02 3,550
T48-080CR0O10-60-2F 8.0 1R 8.0 20.0 60.0 +0/-0.02 3,550
T48-080CR015-60-2F 8.0 1.5R 8.0 20.0 60.0 +0/-0.02 3,550
T48-080CR020-60-2F 8.0 2R 8.0 20.0 60.0 +0/-0.02 3,550
T48-080CR0O05-75-2F 8.0 0.5R 8.0 20.0 75.0 +0/-0.02 3,550
T48-080CR0O10-75-2F 8.0 1R 8.0 20.0 75.0 +0/-0.02 3,550
T48-080CR002-100-2F 8.0 0.2R 8.0 20.0 100.0 +0/-0.02 3,900
T48-080CR005-100-2F 8.0 0.5R 8.0 20.0 100.0 +0/-0.02 3,900
T48-100CR0O03-75-2F 10.0 0.3R 10.0 25.0 75.0 +0/-0.02 5,910
T48-100CR0O05-75-2F 10.0 0.5R 10.0 25.0 75.0 +0/-0.02 5,910
T48-100CRO10-75-2F 10.0 1R 10.0 25.0 75.0 +0/-0.02 5,910
T48-100CRO15-75-2F 10.0 1.5R 10.0 25.0 75.0 +0/-0.02 5,910
T48-100CR020-75-2F 10.0 2R 10.0 25.0 75.0 +0/-0.02 5,910
T48-100CRO30-75-2F 10.0 3R 10.0 30.0 75.0 +0/-0.02 5,910
T48-100CRO10-100-2F 10.0 1R 10.0 25.0 100.0 +0/-0.02 6,130
T48-120CR005-75-2F 12.0 0.5R 12.0 30.0 75.0 +0/-0.02 8,300
T48-120CR0O10-75-2F 12.0 1R 12.0 30.0 75.0 +0/-0.02 8,300
T48-120CR015-75-2F 12.0 1.5R 12.0 30.0 75.0 +0/-0.02 8,300
T48-120CR020-75-2F 12.0 2R 12.0 30.0 75.0 +0/-0.02 8,300
T48-120CR030-75-2F 12.0 3R 12.0 30.0 75.0 +0/-0.02 8,300
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Series/2 Flutes Coner Radius Carbide End Mill

@ F—¥#E8%/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWME Ael BEASH BEASH
9-9 HRC35UF HRC45:39 HRC50:39 HRC55 £
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

F5o
E227) A7V A MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Materi

1R
Synthetic Resin

vk
PA% AR 2R RvOE (IREYL) NE
Shank Dia Cutting Length Total Length Neck Dia Neck +Cutting Tolarance
T48-160CR005-100-2F 16.0 0.5R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR010-100-2F 16.0 1R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR020-100-2F 16.0 2R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR030-100-2F 16.0 3R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR020-150-2F 16.0 2R 16.0 36.0 150.0 +0/-0.03 16,050
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48CRAF Series/4 Flutes Coner Radius Carbide End Mill

@ F—¥#E8%/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

wew | ° ' ° ' ' ° ' o ' ' o

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T48-010CR002-50-4F 1.0 0.2R 4.0 3.0 50.0 +0/-0.02 1,570
T48-015CR002-50-4F 1.5 0.2R 4.0 5.0 50.0 +0/-0.02 1,570
T48-020CR002-50-4F 2.0 0.2R 4.0 6.0 50.0 +0/-0.02 1,570
T48-030CR002-50-1-4F 3.0 0.2R 4.0 6.0 50.0 +0/-0.02 1,570
T48-030CR002-50-2-4F 3.0 0.2R 4.0 9.0 50.0 +0/-0.02 1,810
T48-030CR0O03-50-4F 3.0 0.3R 4.0 9.0 50.0 +0/-0.02 1,810
T48-030CR0O05-50-4F 3.0 0.5R 4.0 9.0 50.0 +0/-0.02 1,810
T48-030CR0O05-75-4F 3.0 0.5R 4.0 9.0 75.0 +0/-0.02 2,050
T48-040CR002-50-1-4F 4.0 0.2R 4.0 6.0 50.0 +0/-0.02 1,570
T48-040CR002-50-2-4F 4.0 0.2R 4.0 11.0 50.0 +0/-0.02 1,810
T48-040CR0O03-50-4F 4.0 0.3R 4.0 11.0 50.0 +0/-0.02 1,570
T48-040CR005-50-4F 4.0 0.5R 4.0 11.0 50.0 +0/-0.02 1,570
T48-040CR0O05-75-4F 4.0 0.5R 4.0 11.0 75.0 +0/-0.02 2,050
T48-040CR010-50-4F 4.0 1R 4.0 11.0 50.0 +0/-0.02 1,570
T48-045CR010-50-4F 4.5 1R 6.0 12.0 50.0 +0/-0.02 2,050
T48-050CR002-06-50-4F 5.0 0.2R 6.0 13.0 50.0 +0/-0.02 2,050
T48-050CR005-05-50-4F 5.0 0.5R 5.0 13.0 50.0 +0/-0.02 2,050
T48-050CR005-06-50-4F 5.0 0.5R 6.0 13.0 50.0 +0/-0.02 2,050
T48-050CR010-05-50-4F 5.0 1R 5.0 13.0 50.0 +0/-0.02 2,050
T48-050CR010-06-50-4F 5.0 1R 6.0 13.0 50.0 +0/-0.02 2,050
T48-050CR015-50-4F 5.0 1.5R 6.0 13.0 50.0 +0/-0.02 2,050
T48-060CR002-50-4F 6.0 0.2R 6.0 16.0 50.0 +0/-0.02 2,050
T48-060CR005-50-1-4F 6.0 0.5R 6.0 9.0 50.0 +0/-0.02 2,050
T48-060CR005-50-2-4F 6.0 0.5R 6.0 16.0 50.0 +0/-0.02 2,050
T48-060CR0O10-50-4F 6.0 1R 6.0 16.0 50.0 +0/-0.02 2,050
T48-060CR015-50-4F 6.0 1.5R 6.0 16.0 50.0 +0/-0.02 2,050
T48-060CR0O05-75-4F 6.0 0.5R 6.0 16.0 75.0 +0/-0.02 2,270
T48-060CR0O10-75-4F 6.0 1R 6.0 16.0 75.0 +0/-0.02 2,270
T48-060CR015-75-4F 6.0 1.5R 6.0 16.0 75.0 +0/-0.02 2,270
T48-080CR0O03-60-4F 8.0 0.3R 8.0 20.0 60.0 +0/-0.02 3,510
T48-080CR0O05-60-4F 8.0 0.5R 8.0 20.0 60.0 +0/-0.02 3,510
T48-080CR0O10-60-4F 8.0 1R 8.0 20.0 60.0 +0/-0.02 3,510
T48-080CR0O15-60-4F 8.0 1.5R 8.0 20.0 60.0 +0/-0.02 3,510
T48-080CR020-60-4F 8.0 2R 8.0 20.0 60.0 +0/-0.02 3,510
T48-080CR0O05-75-4F 8.0 0.5R 8.0 20.0 75.0 +0/-0.02 3,940
T48-080CR0O10-75-4F 8.0 1R 8.0 20.0 75.0 +0/-0.02 3,940
T48-080CR005-100-4F 8.0 0.5R 8.0 20.0 100.0 +0/-0.02 3,940
T48-080CR0O10-100-4F 8.0 1R 8.0 20.0 100.0 +0/-0.02 3,940
T48-080CR015-100-4F 8.0 1.5R 8.0 20.0 100.0 +0/-0.02 3,940
T48-080CR020-100-4F 8.0 2R 8.0 20.0 100.0 +0/-0.02 3,940
T48-100CR002-75-4F 10.0 0.2R 10.0 25.0 75.0 +0/-0.02 5,030
T48-100CR0O03-75-4F 10.0 0.3R 10.0 25.0 75.0 +0/-0.02 5,030
T48-100CR0O05-75-4F 10.0 0.5R 10.0 25.0 75.0 +0/-0.02 5,030
T48-100CR010-75-4F 10.0 1R 10.0 25.0 75.0 +0/-0.02 5,030
T48-100CR015-75-4F 10.0 1.5R 10.0 25.0 75.0 +0/-0.02 5,030
T48-100CR020-75-4F 10.0 2R 10.0 25.0 75.0 +0/-0.02 5,030
T48-100CR025-75-4F 10.0 2.5R 10.0 25.0 75.0 +0/-0.02 5,030
T48-100CRO30-75-4F 10.0 3R 10.0 25.0 75.0 +0/-0.02 5,030
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Series/4 Flutes Coner Radius Carbide End Mill

@ F—¥#E8%/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

i I A I A I I I 5 I I 5

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T48-100CRO05-100-4F 10.0 0.5R 10.0 25.0 100.0 +0/-0.02 5,300
T48-100CRO10-100-4F 10.0 1R 10.0 25.0 100.0 +0/-0.02 5,300
T48-100CRO15-100-4F 10.0 1.5R 10.0 25.0 100.0 +0/-0.02 5,300
T48-100CR020-100-4F 10.0 2R 10.0 25.0 100.0 +0/-0.02 5,300
T48-120CR0O05-75-4F 12.0 0.5R 12.0 30.0 75.0 +0/-0.02 6,840
T48-120CR010-75-4F 12.0 1R 12.0 30.0 75.0 +0/-0.02 6,840
T48-120CR015-75-4F 12.0 1.5R 12.0 30.0 75.0 +0/-0.02 6,840
T48-120CR020-75-4F 12.0 2R 12.0 30.0 75.0 +0/-0.02 6,840
T48-120CR025-75-4F 12.0 2.5R 12.0 30.0 75.0 +0/-0.02 6,840
T48-120CR0O30-75-4F 12.0 3R 12.0 30.0 75.0 +0/-0.02 6,840
T48-120CR005-100-4F 12.0 0.5R 12.0 30.0 100.0 +0/-0.02 6,840
T48-120CR0O10-100-4F 12.0 1R 12.0 30.0 100.0 +0/-0.02 6,840
T48-120CR015-100-4F 12.0 1.5R 12.0 30.0 100.0 +0/-0.02 6,840
T48-120CR020-100-4F 12.0 2R 12.0 30.0 100.0 +0/-0.02 6,840
T48-120CR030-100-4F 12.0 3R 12.0 30.0 100.0 +0/-0.02 6,840
T48-160CR005-100-4F 16.0 0.5R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR0O10-100-4F 16.0 1R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR020-100-4F 16.0 2R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR030-100-4F 16.0 3R 16.0 36.0 100.0 +0/-0.03 14,340
T48-160CR005-150-4F 16.0 0.5R 16.0 36.0 150.0 +0/-0.03 16,050
T48-160CR010-150-4F 16.0 1R 16.0 36.0 150.0 +0/-0.03 16,050
T48-160CR015-150-4F 16.0 1.5R 16.0 36.0 150.0 +0/-0.03 16,050
T48-160CR020-150-4F 16.0 2R 16.0 36.0 150.0 +0/-0.03 16,050
T48-160CR030-150-4F 16.0 3R 16.0 36.0 150.0 +0/-0.03 16,050
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48B2F Series/2 Flutes Ball Nose Carbide End Mill For Steel

@ F—¥#E8E/First recommendation O —#£3%/Second recommendation A 5 =#3%/Last recomenndation

REWE aei BEASH BEASA
-9 HRC35KF HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

wew | ° ' ° ' ' ° ' o ' ' o

[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T48-008B-50-2F 0.8 0.4R 4.0 1.6 50.0 +0/-0.01 1,460
T48-009B-50-2F 0.9 0.45R 4.0 1.8 50.0 +0/-0.01 1,460
T48-010B-50-2F 1.0 0.5R 4.0 2.0 50.0 +0/-0.01 1,460
T48-015B-50-2F 1.5 0.75R 4.0 3.0 50.0 +0/-0.01 1,640
T48-020B-04-50-2F 2.0 1R 4.0 4.0 50.0 +0/-0.015 1,460
T48-020B-06-50-2F 2.0 1R 6.0 4.0 50.0 +0/-0.015 2,030
T48-020B-04-75-2F 2.0 1R 4.0 4.0 75.0 +0/-0.015 1,640
T48-020B-06-75-2F 2.0 1R 6.0 4.0 75.0 +0/-0.015 2,030
T48-025B-50-2F 2.5 1.25R 4.0 5.0 50.0 +0/-0.015 1,370
T48-030B-04-50-2F 3.0 1.5R 4.0 6.0 50.0 +0/-0.015 1,610
T48-030B-06-50-2F 3.0 1.5R 6.0 6.0 50.0 +0/-0.015 2,030
T48-030B-04-75-2F 3.0 1.5R 4.0 6.0 75.0 +0/-0.015 1,770
T48-030B-06-75-2F 3.0 1.5R 6.0 6.0 75.0 +0/-0.015 1,930
T48-040B-04-50-2F 4.0 2R 4.0 8.0 50.0 +0/-0.02 1,370
T48-040B-06-50-2F 4.0 2R 6.0 8.0 50.0 +0/-0.02 2,030
T48-040B-04-75-2F 4.0 2R 4.0 8.0 75.0 +0/-0.02 1,370
T48-040B-06-75-2F 4.0 2R 6.0 8.0 75.0 +0/-0.02 2,030
T48-050B-50-2F 5.0 2.5R 6.0 10.0 50.0 +0/-0.02 1,870
T48-050B-75-2F 5.0 2.5R 6.0 10.0 75.0 +0/-0.02 2,030
T48-060B-50-2F 6.0 3R 6.0 12.0 50.0 +0/-0.02 2,030
T48-060B-75-2F 6.0 3R 6.0 12.0 75.0 +0/-0.02 2,240
T48-070B-60-2F 7.0 3.5R 8.0 14.0 60.0 +0/-0.02 3,610
T48-070B-100-2F 7.0 3.5R 8.0 14.0 100.0 +0/-0.02 4,720
T48-080B-60-2F 8.0 4R 8.0 14.0 60.0 +0/-0.02 3,610
T48-080B-75-2F 8.0 4R 8.0 14.0 75.0 +0/-0.02 4,240
T48-080B-100-2F 8.0 4R 8.0 14.0 100.0 +0/-0.02 4,720
T48-090B-75-2F 9.0 4.5R 10.0 16.0 75.0 +0/-0.02 4,960
T48-090B-100-2F 9.0 4.5R 10.0 16.0 100.0 +0/-0.02 5,280
T48-100B-75-2F 10.0 5R 10.0 18.0 75.0 +0/-0.02 4,960
T48-100B-100-2F 10.0 5R 10.0 18.0 100.0 +0/-0.02 5,280
T48-110B-75-2F 11.0 5.5R 12.0 20.0 75.0 +0/-0.02 7,090
T48-110B-100-2F 11.0 5.5R 12.0 20.0 100.0 +0/-0.02 8,590
T48-120B-75-2F 12.0 6R 12.0 22.0 75.0 +0/-0.02 7,090
T48-120B-100-2F 12.0 6R 12.0 22.0 100.0 +0/-0.02 8,590
T48-130B-100-2F 13.0 6.5R 14.0 26.0 100.0 +0/-0.02 14,360
T48-140B-100-2F 14.0 7R 14.0 26.0 100.0 +0/-0.02 14,360
T48-150B-100-2F 15.0 7.5R 16.0 30.0 100.0 +0/-0.02 15,000
T48-160B-100-2F 16.0 8R 16.0 30.0 100.0 +0/-0.02 15,000
T48-200B-100-2F 20.0 10R 20.0 38.0 100.0 +0/-0.02 22,890
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Series/4 Flutes Ball Nose Carbide End Mill For Steel

@ F—¥#E8E/First recommendation O —#£3%/Second recommendation A 5 =#3%/Last recomenndation
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Carbon Steel Alloy Steel Hardened Steel | Hardened Steel
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Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material
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[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T48-020B-04-50-4F 2.0 1R 4.0 4.0 50.0 +0/-0.015 1,300
T48-025B-50-4F 2.5 1.25R 4.0 5.0 50.0 +0/-0.015 1,300
T48-030B-03-50-4F 3.0 1.5R 3.0 6.0 50.0 +0/-0.015 1,300
T48-030B-04-50-4F 3.0 1.5R 4.0 6.0 50.0 +0/-0.015 1,300
T48-030B-06-50-4F 3.0 1.5R 6.0 6.0 50.0 +0/-0.015 2,210
T48-040B-04-50-4F 4.0 2R 4.0 8.0 50.0 +0/-0.02 1,300
T48-040B-06-50-4F 4.0 2R 6.0 8.0 50.0 +0/-0.02 2,210
T48-050B-05-50-4F 5.0 2.5R 5.0 10.0 50.0 +0/-0.02 2,210
T48-050B-06-50-4F 5.0 2.5R 6.0 10.0 50.0 +0/-0.02 2,210
T48-060B-50-4F 6.0 3R 6.0 12.0 50.0 +0/-0.02 2,210
T48-060B-100-4F 6.0 3R 6.0 12.0 100.0 +0/-0.02 2,620
T48-060B-150-4F 6.0 3R 6.0 12.0 150.0 +0/-0.02 3,670
T48-070B-60-4F 7.0 3.5R 8.0 14.0 60.0 +0/-0.02 3,600
T48-080B-60-4F 8.0 4R 8.0 14.0 60.0 +0/-0.02 3,600
T48-080B-100-4F 8.0 4R 8.0 14.0 100.0 +0/-0.02 4,020
T48-090B-75-4F 9.0 4.5R 10.0 16.0 75.0 +0/-0.02 5,590
T48-100B-75-4F 10.0 5R 10.0 18.0 75.0 +0/-0.02 5,590
T48-110B-75-4F 11.0 5.5R 12.0 20.0 75.0 +0/-0.02 7,860
T48-120B-75-4F 12.0 6R 12.0 22.0 75.0 +0/-0.02 7,860
T48-120B-100-4F 12.0 6R 12.0 22.0 100.0 +0/-0.02 7,880
T48-120B-150-4F 12.0 6R 12.0 22.0 150.0 +0/-0.02 11,860
T48-140B-75-4F 14.0 7R 14.0 24.0 75.0 +0/-0.02 12,370
T48-160B-100-4F 16.0 8R 16.0 30.0 100.0 +0/-0.02 15,000
T48-200B-100-4F 20.0 10R 20.0 38.0 100.0 +0/-0.02 22,890

30



TAOTIMc
BE30°BEER2MAN-ILIVESIL
TiAICrSind-F42%

Series/2 Flutes Ball Nose Carbide End Mill for Hardened Steel
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Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material
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[lEES
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance

Length
T60-006B-50-2F 0.6 0.3R 4.0 0.9 50.0 +0.005 2,950
T60-010B-50-2F 1.0 0.5R 4.0 1.5 50.0 +0.005 2,950
T60-015B-50-2F 1.5 0.75R 4.0 2.5 50.0 +0.005 2,950
T60-020B-50-2F 2.0 1R 4.0 3.0 50.0 +0.005 2,950
T60-030B-50-2F 3.0 1.5R 4.0 4.5 50.0 +0.005 2,950
T60-040B-50-2F 4.0 2R 4.0 6.0 50.0 +0.008 2,950
T60-050B-50-2F 5.0 2.5R 6.0 7.5 50.0 +0.008 3,510
T60-060B-50-2F 6.0 3R 6.0 9.0 50.0 +0.008 3,510
T60-080B-60-2F 8.0 4R 8.0 12.0 60.0 +0.008 5,030
T60-100B-75-2F 10.0 5R 10.0 15.0 75.0 +0.008 8,660
T60-120B-75-2F 12.0 6R 12.0 18.0 75.0 +0.008 10,180
T60-160B-100-2F 16.0 8R 16.0 24.0 100.0 +0.008 39,620
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65B2F Series/2 Flutes Ball Nose Carbide End Mill for Hardened Steel
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Material
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Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length
T65-010B-50-2F 1.0 0.5R 4.0 2.0 50.0 -0.01/-0.02 1,930
T65-015B-50-2F 1.5 0.75R 4.0 3.0 50.0 -0.01/-0.02 1,930
T65-020B-50-2F 2.0 1R 4.0 4.0 50.0 -0.01/-0.02 1,930
T65-025B-50-2F 2.5 1.25R 4.0 5.0 50.0 -0.01/-0.02 1,930
T65-030B-04-50-2F 3.0 1.5R 4.0 6.0 50.0 -0.01/-0.02 1,930
T65-030B-03-50-2F 3.0 1.5R 3.0 6.0 50.0 -0.01/-0.02 1,930
T65-030B-75-2F 3.0 1.5R 3.0 6.0 75.0 -0.01/-0.02 2,610
T65-030B-100-2F 3.0 1.5R 3.0 6.0 100.0 -0.01/-0.02 2,940
T65-035B-50-2F 3.5 1.75R 4.0 7.0 50.0 -0.01/-0.02 1,930
T65-040B-50-2F 4.0 2R 4.0 8.0 50.0 -0.01/-0.02 1,930
T65-040B-75-2F 4.0 2R 4.0 8.0 75.0 -0.01/-0.02 2,610
T65-040B-100-2F 4.0 2R 4.0 8.0 100.0 -0.01/-0.02 2,940
T65-050B-05-50-2F 5.0 2.5R 5.0 10.0 50.0 -0.01/-0.02 3,620
T65-050B-06-50-2F 5.0 2.5R 6.0 10.0 50.0 -0.01/-0.02 3,620
T65-050B-75-2F 5.0 2.5R 5.0 10.0 75.0 -0.01/-0.02 4,380
T65-050B-100-2F 5.0 2.5R 5.0 10.0 100.0 -0.01/-0.02 5,130
T65-060B-50-2F 6.0 3R 6.0 12.0 50.0 -0.01/-0.02 3,620
T65-060B-75-2F 6.0 3R 6.0 12.0 75.0 -0.01/-0.02 4,380
T65-060B-100-2F 6.0 3R 6.0 12.0 100.0 -0.01/-0.02 5,130
T65-060B-150-2F 6.0 3R 6.0 12.0 150.0 -0.01/-0.02 8,840
T65-070B-60-2F 7.0 3.5R 8.0 14.0 60.0 -0.015/-0.03 5,890
T65-080B-60-2F 8.0 4R 8.0 16.0 60.0 -0.015/-0.03 5,890
T65-080B-75-2F 8.0 4R 8.0 16.0 75.0 -0.015/-0.03 6,730
T65-080B-100-2F 8.0 4R 8.0 16.0 100.0 -0.015/-0.03 8,410
T65-080B-150-2F 8.0 4R 8.0 16.0 150.0 -0.015/-0.03 13,800
T65-090B-75-2F 9.0 4.5R 10.0 18.0 75.0 -0.015/-0.03 9,340
T65-100B-75-2F 10.0 5R 10.0 20.0 75.0 -0.015/-0.03 9,340
T65-100B-100-2F 10.0 5R 10.0 20.0 100.0 -0.015/-0.03 10,690
T65-100B-150-2F 10.0 5R 10.0 20.0 150.0 -0.015/-0.03 18,430
T65-110B-75-2F 11.0 5.5R 12.0 22.0 75.0 -0.02/-0.04 12,460
T65-120B-75-2F 12.0 6R 12.0 24.0 75.0 -0.02/-0.04 12,460
T65-120B-100-2F 12.0 6R 12.0 24.0 100.0 -0.02/-0.04 15,820
T65-120B-150-2F 12.0 6R 12.0 24.0 150.0 -0.02/-0.04 26,100
T65-140B-100-2F 14.0 7R 14.0 28.0 100.0 -0.02/-0.04 20,540
T65-140B-150-2F 14.0 7R 14.0 28.0 150.0 -0.02/-0.04 33,840
T65-160B-100-2F 16.0 8R 16.0 32.0 100.0 -0.02/-0.04 26,510
T65-160B-150-2F 16.0 8R 16.0 32.0 150.0 -0.02/-0.04 42,930
T65-180B-100-2F 18.0 9R 18.0 36.0 100.0 -0.02/-0.04 32,570
T65-180B-150-2F 18.0 9R 18.0 36.0 150.0 -0.02/-0.04 53,450
T65-200B-100-2F 20.0 10R 20.0 40.0 100.0 -0.02/-0.04 38,970
T65-200B-150-2F 20.0 10R 20.0 40.0 150.0 -0.02/-0.04 66,000
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Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 43/45° Unequal Spacing Teeth

@ F—HE8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation
FI

w A ~ ~ -
2 H};c%ﬂ;(%‘lt HR:cliﬁgn Hé’é?oﬂin HR%QEJ: Caﬁﬁ%ron Staiﬁi:s;teel Heaﬁqﬁiiant Coppeﬁll'ﬂAlloy AILTn:l{:um ;;En% .
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material Synthetic Resin
i I S I A I I I . I . I o I o I I
VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length

T4345-060R-50-4F 6.0 0.5R 6.0 15.0 50.0 +0/-0.02 5,910
T4345-070R-60-4F 7.0 0.5R 8.0 18.0 60.0 +0/-0.02 6,060
T4345-080R-60-4F 8.0 0.5R 8.0 20.0 60.0 +0/-0.02 6,060
T4345-080R-75-4F 8.0 0.5R 8.0 25.0 75.0 +0/-0.02 6,730
T4345-090R-75-4F 9.0 0.5R 10.0 25.0 75.0 +0/-0.02 7,180
T4345-100R-75-4F 10.0 0.5R 10.0 25.0 75.0 +0/-0.02 7,180
T4345-110R-75-4F 11.0 0.5R 12.0 28.0 75.0 +0/-0.02 9,400
T4345-120R-75-4F 12.0 0.5R 12.0 30.0 75.0 +0/-0.02 9,400
T4345-130R-100-4F 13.0 1R 14.0 35.0 100.0 +0/-0.03 17,000
T4345-140R-100-4F 14.0 1R 14.0 35.0 100.0 +0/-0.03 17,000
T4345-150R-100-4F 15.0 1R 16.0 38.0 100.0 +0/-0.03 17,700
T4345-160R-100-4F 16.0 1R 16.0 40.0 100.0 +0/-0.03 17,700
T4345-170R-100-4F 17.0 1R 20.0 43.0 100.0 +0/-0.03 25,400
T4345-180R-100-4F 18.0 1R 20.0 45.0 100.0 +0/-0.03 25,400
T4345-200R-100-4F 20.0 1R 20.0 50.0 100.0 +0/-0.03 25,400
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Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 37/38° Unequal Spacing Teeth

@ F—HE8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation
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Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material Synthetic Resin
i I S I A I I I . I . I o I o I I
VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length

T3738-060R-50-4F 6.0 0.5R 6.0 15.0 50.0 +0/-0.02 5,910
T3738-070R-60-4F 7.0 0.5R 8.0 18.0 60.0 +0/-0.02 6,060
T3738-080R-60-4F 8.0 0.5R 8.0 20.0 60.0 +0/-0.02 6,060
T3738-080R-75-4F 8.0 0.5R 8.0 25.0 75.0 +0/-0.02 6,730
T3738-090R-75-4F 9.0 0.5R 10.0 25.0 75.0 +0/-0.02 7,180
T3738-100R-75-4F 10.0 0.5R 10.0 25.0 75.0 +0/-0.02 7,180
T3738-110R-75-4F 11.0 0.5R 12.0 28.0 75.0 +0/-0.02 9,400
T3738-120R-75-4F 12.0 0.5R 12.0 30.0 75.0 +0/-0.02 9,400
T3738-130R-100-4F 13.0 1R 14.0 35.0 100.0 +0/-0.03 17,000
T3738-140R-100-4F 14.0 1R 14.0 35.0 100.0 +0/-0.03 17,000
T3738-150R-100-4F 15.0 1R 16.0 38.0 100.0 +0/-0.03 17,700
T3738-160R-100-4F 16.0 1R 16.0 40.0 100.0 +0/-0.03 17,700
T3738-170R-100-4F 17.0 1R 20.0 43.0 100.0 +0/-0.03 25,400
T3738-180R-100-4F 18.0 1R 20.0 45.0 100.0 +0/-0.03 25,400
T3738-200R-100-4F 20.0 1R 20.0 50.0 100.0 +0/-0.03 25,400
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Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 19/21° Unequal Spacing Teeth

@ F—HE8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation
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Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material Synthetic Resin
i I S I A I I I . I . I o I o I I
VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance
Length

T1921-060R-50-4F 6.0 0.5R 6.0 15.0 50.0 +0/-0.02 5,910
T1921-070R-60-4F 7.0 0.5R 8.0 18.0 60.0 +0/-0.02 6,060
T1921-080R-60-4F 8.0 0.5R 8.0 20.0 60.0 +0/-0.02 6,060
T1921-080R-75-4F 8.0 0.5R 8.0 25.0 75.0 +0/-0.02 6,730
T1921-090R-75-4F 9.0 0.5R 10.0 25.0 75.0 +0/-0.02 7,180
T1921-100R-75-4F 10.0 0.5R 10.0 25.0 75.0 +0/-0.02 7,180
T1921-110R-75-4F 11.0 0.5R 12.0 28.0 75.0 +0/-0.02 9,400
T1921-120R-75-4F 12.0 0.5R 12.0 30.0 75.0 +0/-0.02 9,400
T1921-130R-100-4F 13.0 1R 14.0 35.0 100.0 +0/-0.03 17,000
T1921-140R-100-4F 14.0 1R 14.0 35.0 100.0 +0/-0.03 17,000
T1921-150R-100-4F 15.0 1R 16.0 38.0 100.0 +0/-0.03 17,700
T1921-160R-100-4F 16.0 1R 16.0 40.0 100.0 +0/-0.03 17,700
T1921-170R-100-4F 17.0 1R 20.0 43.0 100.0 +0/-0.03 25,400
T1921-180R-100-4F 18.0 1R 20.0 45.0 100.0 +0/-0.03 25,400
T1921-200R-100-4F 20.0 1R 20.0 50.0 100.0 +0/-0.03 25,400
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Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 43/45° Unequal Spacing Teeth

@ FE—HE8E/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation
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Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material PP 4

° ' ° ' ° ' o

1R
Synthetic Resin

ESL2
A% AR E= xyoE (IRET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck +Cutting Tolarance

Length
T4345-060RF-50-4F 6.0 0.5R 6.0 15.0 50.0 +0/-0.02 6,210
T4345-080RF-60-4F 8.0 0.5R 8.0 20.0 60.0 +0/-0.02 6,360
T4345-080RF-75-4F 8.0 0.5R 8.0 25.0 75.0 +0/-0.02 7,240
T4345-100RF-75-4F 10.0 0.5R 10.0 25.0 75.0 +0/-0.02 8,640
T4345-120RF-75-4F 12.0 0.5R 12.0 30.0 75.0 +0/-0.02 11,280

36



TAOTIMc
EBRE35°4M S T4 I /E=
FAEFrvyaS/FEEMATixcod-F427

Series/4 Flutes Roughing Carbide End Mill

@ F—¥#E8%/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation
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2 HIRCEAET IR HIRCET HREEHEE Caﬁ%on Staixn;I;:s;teel Hean?i?‘;?iiant (] effJAllo AIL:n:l;r:um
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material PP 4

° ' o ' ' o

1R
Synthetic Resin

VIR
PAZ) AR 2R xyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck +Cutting Tolarance

Length
T55-040R-S-4F 4.0 4.0 10.0 50.0 -0.01/-0.02 2,040
T55-060R-S-4F 6.0 6.0 15.0 50.0 -0.01/-0.02 3,240
T55-080R-S-4F 8.0 8.0 20.0 60.0 -0.015/-0.03 5,090
T55-100R-S-4F 10.0 10.0 25.0 75.0 -0.015/-0.03 7,820
T55-120R-S-4F 12.0 12.0 30.0 75.0 -0.02/-0.04 10,320
T55-140R-S-4F 14.0 14.0 45.0 100.0 -0.02/-0.04 18,940
T55-160R-S-4F 16.0 16.0 45.0 100.0 -0.02/-0.04 23,330
T55-180R-S-4F 18.0 18.0 45.0 100.0 -0.02/-0.04 28,340
T55-200R-S-4F 20.0 20.0 45.0 100.0 -0.02/-0.04 33,590
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Series/3 Flutes Roughing Carbide End Mill For Aluminum

@ FE—HE8E/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation
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Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material PP 4

1R
Synthetic Resin

o ' ° o

VIR
PAZ) AR =3 XyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck +Cutting Tolarance

Length
T55-040R-A-3F 4.0 4.0 12.0 50.0 -0.01/-0.02 1,850
T55-060R-A-3F 6.0 6.0 18.0 50.0 -0.01/-0.02 2,920
T55-080R-A-3F 8.0 8.0 24.0 60.0 -0.015/-0.03 4,640
T55-100R-A-3F 10.0 10.0 30.0 75.0 -0.015/-0.03 7,280
T55-120R-A-3F 12.0 12.0 36.0 75.0 -0.02/-0.04 9,650
T55-140R-A-3F 14.0 14.0 45.0 100.0 -0.02/-0.04 18,090
T55-160R-A-3F 16.0 16.0 45.0 100.0 -0.02/-0.04 22,600
T55-180R-A-3F 18.0 18.0 45.0 100.0 -0.02/-0.04 27,110
T55-200R-A-3F 20.0 20.0 45.0 100.0 -0.02/-0.04 32,490
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Series/3 Flutes Roughing Carbide End Mill For Aluminum

@ FE—HE8E/First recommendation O —#£3%/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FHU
k227 P MASE iR 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

i I I I I I I A I A .

F4O»
[lEES
Synthetic Resin

VIR
PAZ) AR =3 XyoE (ARET) nE
Shank Dia Cutting Length Total Length Neck Dia Neck+Cutting Tolarance

Length
T55-040R-A-3F-DLC1 4.0 4.0 12.0 50.0 -0.01/-0.02 4,426
T55-060R-A-3F-DLC1 6.0 6.0 18.0 50.0 -0.01/-0.02 5,920
T55-080R-A-3F-DLC1 8.0 8.0 24.0 60.0 -0.015/-0.03 9,670
T55-100R-A-3F-DLC1 10.0 10.0 30.0 75.0 -0.015/-0.03 14,553
T55-120R-A-3F-DLC1 12.0 12.0 36.0 75.0 -0.02/-0.04 17,226
T55-140R-A-3F-DLC1 14.0 14.0 45.0 100.0 -0.02/-0.04 26,575
T55-160R-A-3F-DLC1 16.0 16.0 45.0 100.0 -0.02/-0.04 31,085
T55-180R-A-3F-DLC1 18.0 18.0 45.0 100.0 -0.02/-0.04 37,110
T55-200R-A-3F-DLC1 20.0 20.0 45.0 100.0 -0.02/-0.04 42,490
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2 Flutes Tungsten Carbide Drill 3D Type without O|I Hole

@ FE—¥#E8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

[ [ (@) (@) [ (@)

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

[EES
Synthetic Resin

AFAE PA AR 2R nE

Point Angle Shank Dia Cutting Length Total Length Tolarance

CTWO30D6 3.0 140° 6 20 62 h6é 4,340
CTWO031D6 3.1 140° 6 20 62 h6é 4,340
CTWO032D6 3.2 140° 6 20 62 h6é 4,340
CTWO033D6 3.3 140° 6 20 62 h6é 4,340
CTWO034D6 3.4 140° 6 20 62 h6é 4,340
CTWO035D6 3.5 140° 6 20 62 h6é 4,340
CTWO036D6 3.6 140° 6 20 62 h6é 4,340
CTWO037D6 3.7 140° 6 20 62 h6é 4,340
CTWO038D6 3.8 140° 6 24 66 h6é 4,970
CTWO039D6 3.9 140° 6 24 66 hé 4,970
CTWO040D6 4.0 140° 6 24 66 h6é 4,970
CTWO041D6 4.1 140° 6 24 66 hé 4,970
CTWO042D6 4.2 140° 6 24 66 h6é 4,970
CTWO043D6 4.3 140° 6 24 66 hé 4,970
CTWO044D6 4.4 140° 6 24 66 h6é 4,970
CTWO045D6 4.5 140° 6 24 66 hé 4,970
CTWO046D6 4.6 140° 6 24 66 h6é 4,970
CTWO047D6 4.7 140° 6 24 66 hé 4,970
CTWO048D6 4.8 140° 6 28 66 h6é 4,970
CTWO049D6 4.9 140° 6 28 66 hé 4,970
CTWO50D6 5.0 140° 6 28 66 h6é 4,970
CTWO051D6 5.1 140° 6 28 66 hé 4,970
CTWO052D6 5.2 140° 6 28 66 h6é 4,970
CTWO53D6 5.3 140° 6 28 66 hé 4,970
CTWO054D6 5.4 140° 6 28 66 h6é 4,970
CTWO55D6 5.5 140° 6 28 66 hé 4,970
CTWO056D6 5.6 140° 6 28 66 h6é 4,970
CTWO057D6 5.7 140° 6 28 66 h6é 4,970
CTWO058D6 5.8 140° 6 28 66 h6é 4,970
CTWO059D6 5.9 140° 6 28 66 h6é 4,970
CTWO060D6 6.0 140° 6 28 66 h6é 4,970
CTWO061D8 6.1 140° 8 34 79 h6é 7,490
CTWO062D8 6.2 140° 8 34 79 h6é 7,490
CTWO063D8 6.3 140° 8 34 79 h6é 7,490
CTWO064D8 6.4 140° 8 34 79 h6é 7,490
CTWO065D8 6.5 140° 8 34 79 h6é 7,490
CTWO066D8 6.6 140° 8 34 79 h6é 7,490
CTWO067D8 6.7 140° 8 34 79 hé 7,490
CTWO068D8 6.8 140° 8 34 79 h6é 7,490
CTWO069D8 6.9 140° 8 34 79 hé 7,490
CTWO070D8 7.0 140° 8 34 79 h6é 7,490
CTWO071D8 71 140° 8 41 79 h6é 7,490
CTWO072D8 7.2 140° 8 41 79 h6é 7,490
CTWO073D8 7.3 140° 8 41 79 h6é 7,490
CTWO074D8 7.4 140° 8 41 79 h6é 7,490
CTWO075D8 7.5 140° 8 41 79 hé 7,490
CTWO076D8 7.6 140° 8 41 79 h6é 7,490
CTWO077D8 7.7 140° 8 41 79 h6é 7,490
CTWO078D8 7.8 140° 8 41 79 h6é 7,490
CTWO079D8 7.9 140° 8 41 79 h6é 7,490
CTWO080D8 8.0 140° 8 41 79 h6é 7,490
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2 Flutes Tungsten Carbide Drill 3D Type without O|I Hole

@ FE—¥#E8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation
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e H}:é%sg?"ﬁ: HRECI?S%HEO Hé,é;)ﬂ;ﬁﬂo HR%;;?EJ: Caﬁﬁﬂron Staiii;;l:teel Hean??;?iiant Coppeﬁll'quloy AIL:_,n:l{:um mns% .
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material Synthetic Resin
e [ ] [ [ (@) (@] ([ ]
AERE PAZ AR 2R
Point Angle Shank Dia ing Length Total Length Tolarance
CTW081D10 8.1 140° 10 47 89 h6 10,610
CTWO082D10 8.2 140° 10 47 89 hé 10,610
CTWO083D10 8.3 140° 10 47 89 hé 10,610
CTW084D10 8.4 140° 10 47 89 h6 10,610
CTWO085D10 8.5 140° 10 47 89 h6 10,610
CTWO086D10 8.6 140° 10 47 89 hé 10,610
CTwW087D10 8.7 140° 10 47 89 h6 10,610
CTWO088D10 8.8 140° 10 47 89 hé 10,610
CTWO089D10 8.9 140° 10 47 89 hé 10,610
CTWO090D10 9.0 140° 10 47 89 hé 10,610
CTW091D10 9.1 140° 10 47 89 h6 10,610
CTWO092D10 9.2 140° 10 47 89 hé 10,610
CTW0925D10 9.3 140° 10 47 89 hé 10,610
CTWO093D10 9.3 140° 10 47 89 hé 10,610
CTW094D10 9.4 140° 10 47 89 h6 10,610
CTW095D10 9.5 140° 10 47 89 h6 10,610
CTWO096D10 9.6 140° 10 47 89 hé 10,610
CTW097D10 9.7 140° 10 47 89 h6 10,610
CTWO098D10 9.8 140° 10 47 89 hé 10,610
CTWO099D10 9.9 140° 10 47 89 hé 10,610
CTwW100D10 10.0 140° 10 47 89 h6 10,610
CTW101D12 10.1 140° 12 55 102 h6 14,880
CTW102D12 10.2 140° 12 55 102 h6 14,880
CTW103D12 10.3 140° 12 55 102 h6 14,880
CTW104D12 10.4 140° 12 55 102 h6 14,880
CTW105D12 10.5 140° 12 55 102 h6 14,880
CTW106D12 10.6 140° 12 55 102 h6 14,880
CTW107D12 10.7 140° 12 55 102 h6 14,880
CTW108D12 10.8 140° 12 55 102 h6 14,880
CTW109D12 10.9 140° 12 55 102 h6 14,880
CTW110D12 11.0 140° 12 55 102 h6 14,880
CTW111D12 11.1 140° 12 55 102 h6 14,880
CTW112D12 11.2 140° 12 55 102 h6 14,880
CTW113D12 11.3 140° 12 55 102 h6 14,880
CTW114D12 11.4 140° 12 55 102 h6 14,880
CTW115D12 11.5 140° 12 55 102 h6 14,880
CTW116D12 11.6 140° 12 55 102 h6 14,880
CTW117D12 11.7 140° 12 55 102 h6 14,880
CTW118D12 11.8 140° 12 55 102 h6 14,880
CTW119D12 11.9 140° 12 55 102 h6 14,880
CTW120D12 12.0 140° 12 55 102 h6 14,880
CTW125D14 12.5 140° 14 60 107 h6 19,580
CTW128D14 12.8 140° 14 60 107 h6 19,580
CTW130D14 13.0 140° 14 60 107 h6 19,580
CTW135D14 13.5 140° 14 60 107 h6 19,580
CTW138D14 13.8 140° 14 60 107 h6 19,580
CTW140D14 14.0 140° 14 60 107 h6 19,580
CTW145D16 14.5 140° 16 65 115 h6 25,250
CTW148D16 14.8 140° 16 65 115 h6 25,250
CTW150D16 15.0 140° 16 65 115 h6 25,250
CTW155D16 15.5 140° 16 65 115 h6 25,250

42



HBEE3DIA TALILIEL 2L
2 Flutes Tungsten Carbide Drill 3D Type without O|I Hole

@ FE—¥#E8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

. e 4 84 FI
e HI:C%g?'x%—F HRECI?S%HEO Hé’é;ﬂzo HR%;;EJ: Caﬁﬁﬂron Staiznie-:::teel Hean??;?iiant Coppeﬁll'ﬂAlloy Allj_,n:l{:um mns% .
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Material Synthetic Resin
e [ ] [ [ (@) (@] ([ ]
AERE PAZ AR 2R
Point Angle Shank Dia ing Length Total Length Tolarance
CTW158D16 15.8 140° 16 65 115 h6 25,250
CTW160D16 16.0 140° 16 65 115 h6 25,250
CTW165D18 16.5 140° 18 73 123 h6 33,520
CTW168D16 16.8 140° 18 73 123 hé 33,520
CTW170D18 17.0 140° 18 73 123 h6 33,520
CTW175D18 17.5 140° 18 73 123 h6 33,520
CTW178D18 17.8 140° 18 73 123 h6 33,520
CTwW180D18 18.0 140° 18 73 123 hé 33,520
CTW185D20 18.5 140° 20 79 131 h6 40,580
CTwW188D20 18.8 140° 20 79 131 hé 40,580
CTW190D20 19.0 140° 20 79 131 hé 40,580
CTW195D20 19.5 140° 20 79 131 h6 40,580
CTW198D20 19.8 140° 20 79 131 hé 40,580
CTW200D20 20.0 140° 20 79 131 hé 40,580
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FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

[ [ (@) (@) [ (@)

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

[EES
Synthetic Resin

AFAE PA AR 2R nE

Point Angle Shank Dia Cutting Length Total Length Tolarance

CTWO05030D6 3.0 140° 6 28 66 h6é 4,970
CTWO05031D6 3.1 140° 6 28 66 hé 4,970
CTWO05032D6 3.2 140° 6 28 66 h6é 4,970
CTWO05033D6 3.3 140° 6 28 66 hé 4,970
CTWO05034D6 3.4 140° 6 28 66 h6é 4,970
CTWO05035D6 3.5 140° 6 28 66 hé 4,970
CTWO05036D6 3.6 140° 6 28 66 h6é 4,970
CTWO05037D6 3.7 140° 6 28 66 hé 4,970
CTWO05038D6 3.8 140° 6 36 74 hé 5,370
CTWO05039D6 3.9 140° 6 36 74 h6é 5,370
CTWO05040D6 4.0 140° 6 36 74 hé 5,370
CTWO05041D6 4.1 140° 6 36 74 h6é 5,370
CTWO05042D6 4.2 140° 6 36 74 hé 5,370
CTWO05043D6 4.3 140° 6 36 74 h6é 5,370
CTWO05044D6 4.4 140° 6 36 74 hé 5,370
CTWO05045D6 4.5 140° 6 36 74 h6é 5,370
CTWO05046D6 4.6 140° 6 36 74 h6é 5,370
CTWO050465D6 4.7 140° 6 36 74 h6é 5,370
CTWO05047D6 4.7 140° 6 36 74 h6é 5,370
CTWO05048D6 4.8 140° 6 44 82 h6é 5,700
CTWO05049D6 4.9 140° 6 44 82 h6é 5,700
CTWO05050D6 5.0 140° 6 44 82 h6é 5,700
CTWO05051D6 5.1 140° 6 44 82 h6é 5,700
CTWO05052D6 5.2 140° 6 44 82 h6é 5,700
CTWO05053D6 5.3 140° 6 44 82 h6é 5,700
CTWO05054D6 5.4 140° 6 44 82 h6é 5,700
CTWO05055D6 5.5 140° 6 44 82 h6é 5,700
CTWO050555D6 5.6 140° 6 44 82 h6é 5,700
CTWO05056D6 5.6 140° 6 44 82 h6é 5,700
CTWO05057D6 5.7 140° 6 44 82 h6é 5,700
CTWO05058D6 5.8 140° 6 44 82 h6é 5,700
CTWO05059D6 5.9 140° 6 44 82 h6é 5,700
CTWO05060D6 6.0 140° 6 44 82 h6é 5,700
CTWO05061D8 6.1 140° 8 53 91 hé 8,130
CTWO05062D8 6.2 140° 8 53 91 h6é 8,130
CTWO05063D8 6.3 140° 8 53 91 hé 8,130
CTWO05064D8 6.4 140° 8 53 91 h6é 8,130
CTWO05065D8 6.5 140° 8 53 91 h6 8,130
CTWO05066D8 6.6 140° 8 53 91 h6 8,130
CTWO05067D8 6.7 140° 8 53 91 h6 8,130
CTWO05068D8 6.8 140° 8 53 91 h6 8,130
CTWO05069D8 6.9 140° 8 53 91 h6é 8,130
CTWO05070D8 7.0 140° 8 53 91 h6é 8,130
CTWO05071D8 71 140° 8 53 91 h6é 8,130
CTWO05072D8 7.2 140° 8 53 91 h6é 8,130
CTWO05073D8 7.3 140° 8 53 91 h6 8,130
CTWO05074D8 7.4 140° 8 53 91 h6é 8,130
CTWO05075D8 7.5 140° 8 53 91 h6é 8,130
CTWO05076D8 7.6 140° 8 53 91 h6é 8,130
CTWO05077D8 7.7 140° 8 53 91 h6é 8,130
CTWO05078D8 7.8 140° 8 53 91 h6é 8,130
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2 Flutes Tungsten Carbide Drill 5D Type without O|I Hole

@ FE—¥#E8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

e [ ] [ ] [ (@) (@) [ o

[EES
Synthetic Resin

AERE FA S AR 2R nE
Point Angle Shank Dia ing Length Total Length Tolarance
CTWO05079D8 7.9 140° 8 53 91 h6 8,130
CTWO05080D8 8.0 140° 8 53 91 h6 8,130
CTW05081D10 8.1 140° 10 61 103 h6 11,550
CTWO05082D10 8.2 140° 10 61 103 hé 11,550
CTWO05083D10 8.3 140° 10 61 103 hé 11,550
CTW05084D10 8.4 140° 10 61 103 h6 11,550
CTW05085D10 8.5 140° 10 61 103 h6 11,550
CTWO05086D10 8.6 140° 10 61 103 hé 11,550
CTW05087D10 8.7 140° 10 61 103 h6 11,550
CTWO05088D10 8.8 140° 10 61 103 hé 11,550
CTWO05089D10 8.9 140° 10 61 103 hé 11,550
CTWO05090D10 9.0 140° 10 61 103 hé 11,550
CTW05091D10 9.1 140° 10 61 103 h6 11,550
CTWO05092D10 9.2 140° 10 61 103 hé 11,550
CTWO05093D10 9.3 140° 10 61 103 hé 11,550
CTW05094D10 9.4 140° 10 61 103 h6 11,550
CTW05095D10 9.5 140° 10 61 103 h6 11,550
CTWO05096D10 9.6 140° 10 61 103 hé 11,550
CTW05097D10 9.7 140° 10 61 103 h6 11,550
CTWO05098D10 9.8 140° 10 61 103 hé 11,550
CTWO05099D10 9.9 140° 10 61 103 hé 11,550
CTWO05100D10 10.0 140° 10 61 103 hé 11,550
CTW05101D12 10.1 140° 12 71 118 h6 16,190
CTW05102D12 10.2 140° 12 71 118 h6 16,190
CTW051025D12 10.3 140° 12 71 118 h6 16,190
CTW05103D12 10.3 140° 12 71 118 h6 16,190
CTW05104D12 10.4 140° 12 71 118 h6 16,190
CTW05105D12 10.5 140° 12 71 118 h6 16,190
CTW05106D12 10.6 140° 12 71 118 h6 16,190
CTW05107D12 10.7 140° 12 71 118 h6 16,190
CTW05108D12 10.8 140° 12 71 118 h6 16,190
CTW05109D12 10.9 140° 12 71 118 h6 16,190
CTW05110D12 11.0 140° 12 71 118 h6 16,190
CTW05111D12 11.1 140° 12 71 118 h6 16,190
CTW05112D12 11.2 140° 12 71 118 h6 16,190
CTW05113D12 11.3 140° 12 71 118 h6 16,190
CTW05114D12 11.4 140° 12 71 118 h6 16,190
CTW05115D12 11.5 140° 12 71 118 h6 16,190
CTW05116D12 11.6 140° 12 71 118 h6 16,190
CTW05117D12 11.7 140° 12 71 118 h6 16,190
CTW05118D12 11.8 140° 12 71 118 h6 16,190
CTW05119D12 11.9 140° 12 71 118 h6 16,190
CTW05120D12 12.0 140° 12 71 118 h6 16,190
CTW05122D12 12.2 140° 14 77 124 h6 21,340
CTW05123D12 12.3 140° 14 77 124 h6 21,340
CTW05124D14 12.4 140° 14 77 124 h6 21,340
CTW05125D14 12.5 140° 14 77 124 h6 21,340
CTW05128D14 12.8 140° 14 77 124 h6 21,340
CTW05130D14 13.0 140° 14 77 124 h6 21,340
CTW05135D14 13.5 140° 14 77 124 h6 21,340
CTW05138D14 13.8 140° 14 77 124 h6 21,340
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2 Flutes Tungsten Carbide Drill 5D Type without O|I Hole

@ F—H#E8E/First recommendation O —#3%/Second recommendation A $=#3%/Last recomenndation

REME a&i BEASE BEASE
HRC35KF HRC45589 HRC50539 HRC55 k£
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

Fo
k227 I M#ASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

[FEEES
Synthetic Resin

FEBE A% AR &R RE
Point Angle Shank Dia Cutting Length Total Length Tolarance
CTWO05140D14 14.0 140° 14 77 124 hé 21,340
CTWO05143D16 14.3 140° 16 83 133 h6é 28,160
CTWO05145D16 14.5 140° 16 83 133 hé 28,160
CTWO05146D16 14.6 140° 16 83 133 h6é 28,160
CTW05148D16 14.8 140° 16 83 133 hé 28,160
CTWO05150D16 15.0 140° 16 83 133 h6é 28,160
CTWO05155D16 15.5 140° 16 83 133 hé 28,160
CTWO05158D16 15.8 140° 16 83 133 h6é 28,160
CTWO05160D16 16.0 140° 16 83 133 hé 28,160
CTWO05165D18 16.5 140° 18 93 143 h6é 37,430
CTWO05166D18 16.6 140° 18 93 143 h6é 37,430
CTWO05168D18 16.8 140° 18 93 143 h6é 37,430
CTWO05170D18 17.0 140° 18 93 143 h6é 37,430
CTWO05175D18 17.5 140° 18 93 143 h6é 37,430
CTWO05178D18 17.8 140° 18 93 143 h6é 37,430
CTWO05180D20 18.0 140° 18 93 143 h6é 37,430
CTW05185D20 18.5 140° 20 101 153 hé 46,550
CTWO05190D20 19.0 140° 20 101 153 h6é 46,550
CTWO05195D20 19.5 140° 20 101 153 hé 46,550
CTW05200D20 20.0 140° 20 101 153 h6é 46,550
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FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

[ [ (@) (@) [ (@)

KEAE CEA N N
9-4 HRC35UF HRC45339 HRC5033H HRC55M £

Carbon Steel Alloy Steel Hardened Steel | Hardened Steel Synthetic Resin

AFAE PA AR 2R nE

Point Angle Shank Dia Cutting Length Total Length Tolarance

CTS030D6 3.0 140° 6 20 62 h6 6,120
CTS031D6 3.1 140° 6 20 62 h6 6,120
CTS032D6 3.2 140° 6 20 62 h6 6,120
CTS033D6 3.3 140° 6 20 62 h6é 6,120
CTS034D6 3.4 140° 6 20 62 h6 6,120
CTS035D6 3.5 140° 6 20 62 h6é 6,120
CTS036D6 3.6 140° 6 20 62 h6 6,120
CTS037D6 3.7 140° 6 20 62 h6é 6,120
CTS038D6 3.8 140° 6 24 66 h6 6,120
CTS039D6 3.9 140° 6 24 66 h6é 6,120
CTS040D6 4.0 140° 6 24 66 h6 6,120
CTS041D6 4.1 140° 6 24 66 h6é 6,120
CTS042D6 4.2 140° 6 24 66 h6 6,120
CTS043D6 4.3 140° 6 24 66 h6 6,120
CTS044D6 4.4 140° 6 24 66 h6 6,120
CTS045D6 4.5 140° 6 24 66 h6é 6,120
CTS046D6 4.6 140° 6 24 66 h6 6,120
CTS047D6 4.7 140° 6 24 66 h6é 6,120
CTS048D6 4.8 140° 6 28 66 h6 6,120
CTS049D6 4.9 140° 6 28 66 h6é 6,120
CTS050D6 5.0 140° 6 28 66 h6 6,120
CTS051D6 5.1 140° 6 28 66 h6é 6,120
CTS052D6 5.2 140° 6 28 66 h6 6,120
CTS053D6 5.3 140° 6 28 66 h6é 6,120
CTS054D6 5.4 140° 6 28 66 h6 6,120
CTS055D6 5.5 140° 6 28 66 h6é 6,120
CTS056D6 5.6 140° 6 28 66 h6 6,120
CTS057D6 5.7 140° 6 28 66 hé 6,120
CTS058D6 5.8 140° 6 28 66 h6 6,120
CTS059D6 5.9 140° 6 28 66 h6é 6,120
CTS060D6 6.0 140° 6 28 66 h6 6,120
CTS061D8 6.1 140° 8 34 79 h6é 11,880
CTS062D8 6.2 140° 8 34 79 h6é 11,880
CTS063D8 6.3 140° 8 34 79 h6é 11,880
CTS064D8 6.4 140° 8 34 79 h6é 11,880
CTS065D8 6.5 140° 8 34 79 h6é 11,880
CTS066D8 6.6 140° 8 34 79 h6é 11,880
CTS067D8 6.7 140° 8 34 79 h6é 11,880
CTS068D8 6.8 140° 8 34 79 h6é 11,880
CTS069D8 6.9 140° 8 34 79 h6é 11,880
CTS070D8 7.0 140° 8 34 79 h6é 11,880
CTS071D8 71 140° 8 41 79 h6é 11,880
CTS072D8 7.2 140° 8 41 79 h6é 11,880
CTS073D8 7.3 140° 8 41 79 h6é 11,880
CTS074D8 7.4 140° 8 41 79 h6é 11,880
CTS075D8 7.5 140° 8 41 79 h6é 11,880
CTS076D8 7.6 140° 8 41 79 h6é 11,880
CTS077D8 7.7 140° 8 41 79 h6é 11,880
CTS078D8 7.8 140° 8 41 79 h6é 11,880
CTS079D8 7.9 140° 8 41 79 h6é 11,880
CTS080D8 8.0 140° 8 41 79 h6é 11,880
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2 Flutes Tungsten Carbide Drill 3D Type with Oil Hole

@ FE—¥#E8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

e [ ] [ ] [ (@) (@) ([ ]

Synthetic Resin

AERE FA S AR 2R nE
Point Angle Shank Dia ing Length Total Length Tolarance
CTS081D10 8.1 140° 10 47 89 hé 14,400
CTS082D10 8.2 140° 10 47 89 hé 14,400
CTS083D10 8.3 140° 10 47 89 hé 14,400
CTS084D10 8.4 140° 10 47 89 hé 14,400
CTS085D10 8.5 140° 10 47 89 hé 14,400
CTS086D10 8.6 140° 10 47 89 hé 14,400
CTS087D10 8.7 140° 10 47 89 hé 14,400
CTS088D10 8.8 140° 10 47 89 hé 14,400
CTS089D10 8.9 140° 10 47 89 hé 14,400
CTS090D10 9.0 140° 10 47 89 hé 14,400
CTS091D10 9.1 140° 10 47 89 hé 14,400
CTS092D10 9.2 140° 10 47 89 hé 14,400
CTS093D10 9.3 140° 10 47 89 hé 14,400
CTS094D10 9.4 140° 10 47 89 hé 14,400
CTS095D10 9.5 140° 10 47 89 hé 14,400
CTS096D10 9.6 140° 10 47 89 hé 14,400
CTS097D10 9.7 140° 10 47 89 hé 14,400
CTS098D10 9.8 140° 10 47 89 hé 14,400
CTS099D10 9.9 140° 10 47 89 hé 14,400
CTS100D10 10.0 140° 10 47 89 hé 14,400
CTS101D12 10.1 140° 12 55 102 h6 20,320
CTS102D12 10.2 140° 12 55 102 hé 20,320
CTS103D12 10.3 140° 12 55 102 hé 20,320
CTS104D12 10.4 140° 12 55 102 h6 20,320
CTS105D12 10.5 140° 12 55 102 h6 20,320
CTS106D12 10.6 140° 12 55 102 hé 20,320
CTS107D12 10.7 140° 12 55 102 h6 20,320
CTS108D12 10.8 140° 12 55 102 hé 20,320
CTS109D12 10.9 140° 12 55 102 hé 20,320
CTS110D12 11.0 140° 12 55 102 h6 20,320
CTS111D12 11.1 140° 12 55 102 h6 20,320
CTS112D12 11.2 140° 12 55 102 h6 20,320
CTS113D12 11.3 140° 12 55 102 h6 20,320
CTS114D12 11.4 140° 12 55 102 h6 20,320
CTS115D12 11.5 140° 12 55 102 h6 20,320
CTS116D12 11.6 140° 12 55 102 h6 20,320
CTS117D12 11.7 140° 12 55 102 h6 20,320
CTS118D12 11.8 140° 12 55 102 h6 20,320
CTS119D12 11.9 140° 12 55 102 h6 20,320
CTS120D12 12.0 140° 12 55 102 hé 20,320
CTS125D14 12.5 140° 14 60 107 h6 26,740
CTS128D14 12.8 140° 14 60 107 h6 26,740
CTS130D14 13.0 140° 14 60 107 h6 26,740
CTS135D14 13.5 140° 14 60 107 h6 26,740
CTS138D14 13.8 140° 14 60 107 h6 26,740
CTS140D14 14.0 140° 14 60 107 h6 26,740
CTS145D16 14.5 140° 16 65 115 h6 33,820
CTS148D16 14.8 140° 16 65 115 h6 33,820
CTS150D16 15.0 140° 16 65 115 h6 33,820
CTS155D16 15.5 140° 16 65 115 h6 33,820
CTS158D16 15.8 140° 16 65 115 h6 33,820
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REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

e [ ] [ ] [ (@) (@) ([ ]

Synthetic Resin

PAZ AR 2R nE
Point Angle Shank Dia ing Length Total Length Tolarance
CTS160D16 16.0 140° 16 65 115 h6 33,820
CTS165D18 16.5 140° 18 73 123 h6 47,830
CTS168D18 16.8 140° 18 73 123 hé 47,830
CTS170D18 17.0 140° 18 73 123 h6 47,830
CTS175D18 17.5 140° 18 73 123 h6 47,830
CTS178D18 17.8 140° 18 73 123 h6 47,830
CTS180D18 18.0 140° 18 73 123 hé 47,830
CTS185D20 18.5 140° 20 79 131 hé 58,370
CTS188D20 18.8 140° 20 79 131 hé 58,370
CTS190D20 19.0 140° 20 79 131 hé 58,370
CTS195D20 19.5 140° 20 79 131 hé 58,370
CTS198D20 19.8 140° 20 79 131 hé 58,370
CTS200D20 20.0 140° 20 79 131 hé 58,370
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-9 HRC35F
Carbon Steel

CTS05030D6
CTS05031D6
CTS05032D6
CTS05033D6
CTS05034D6
CTS05035D6
CTS05036D6
CTS05037D6
CTS05038D6
CTS05039D6
CTS05040D6
CTS05041D6
CTS05042D6
CTS05043D6
CTS05044D6
CTS05045D6
CTS05046D6
CTS050465D6
CTS05047D6
CTS05048D6
CTS05049D6
CTS05050D6
CTS05051D6
CTS05052D6
CTS05053D6
CTS05054D6
CTS05055D6
CTS050555D6
CTS05056D6
CTS05057D6
CTS05058D6
CTS05059D6
CTS05060D6
CTS05061D8
CTS05062D8
CTS05063D8
CTS05064D8
CTS05065D8
CTS05066D8
CTS05067D8
CTS05068D8
CTS05069D8
CTS05070D8
CTS05071D8
CTS05072D8
CTS05073D8
CTS05074D8
CTS05075D8
CTS05076D8
CTS05077D8
CTS05078D8

aei
HRC45:39
Alloy Steel

BEASA
HRC50:39
Hardened Steel

3.00
3.10
3.20
3.30
3.40
3.50
3.60
3.70
3.80
3.90
4.00
4.10
4.20
4.30
4.40
4.50
4.60
4.65
4.70
4.80
4.90
5.00
5.10
5.20
5.30
5.40
5.50
5.55
5.60
5.70
5.80
5.90
6.00
6.10
6.20
6.30
6.40
6.50
6.60
6.70
6.80
6.90
7.00
7.10
7.20
7.30
7.40
7.50
7.60
7.70
7.80

BEASH
HRC55
Hardened Steel

AFAE

Point Angle

140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°
140°

1

Cast Iron

PAP)
Shank Dia

00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 00 W O O OO OO OO OO OO0 0000000 0 O

A7V R

Stainless Steel

(@]

AR

Cutting Length

50

28
28
28
28
28
28
28
28
36
36
36
36
36
36
36
36
36
36
36
44
44
44
44
44
44
44
44
44
44
44
44
44
44
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53
53

FH
MHaS
Heat Resistant
Material

(@]

E=
Total Length
66
66
66
66
66
66
66
66
74
74
74
74
74
74
74
74
74
74
74
82
82
82
82
82
82
82
82
82
82
82
82
82
82
91
91
91
91
91
91
91
91
91
91
91
91
91
91
91
91
91
91

ki
Copper Alloy

7=

Aluminum

LR

Synthetic Resin

o

nE

Tolarance

h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6
h6

6,580
6,580
6,580
6,580
6,580
6,580
6,580
6,580
7,000
7,000
7,000
7,000
7,000
7,000
7,000
7,000
7,000
7,000
7,000
7,520
7,520
7,520
7,520
7,520
7,520
7,520
7,520
7,520
7,520
7,520
7,520
7,520
7,520
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
13,090
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2 Flutes Tungsten Carbide Drill 5D Type with Oil Hole

@ FE—¥#E8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

[ [ (@) (@) [

[EES
Synthetic Resin

AERE PAZ AR 2R nE
Point Angle Shank Dia Cutting Length Total Length Tolarance
CTS05079D8 7.90 140° 8 53 91 hé 13,090
CTS05080D8 8.00 140° 8 53 91 hé 13,090
CTS05081D10 8.10 140° 10 61 103 hé 15,010
CTS05082D10 8.20 140° 10 61 103 hé 15,010
CTS05083D10 8.30 140° 10 61 103 hé 15,010
CTS05084D10 8.40 140° 10 61 103 hé 15,010
CTS05085D10 8.50 140° 10 61 103 hé 15,010
CTS05086D10 8.60 140° 10 61 103 hé 15,010
CTS05087D10 8.70 140° 10 61 103 hé 15,010
CTS05088D10 8.80 140° 10 61 103 hé 15,010
CTS05089D10 8.90 140° 10 61 103 hé 15,010
CTS05090D10 9.00 140° 10 61 103 hé 15,010
CTS05091D10 9.10 140° 10 61 103 hé 15,010
CTS05092D10 9.20 140° 10 61 103 hé 15,010
CTS05093D10 9.30 140° 10 61 103 hé 15,010
CTS050935D10 9.35 140° 10 61 103 hé 15,010
CTS05094D10 9.40 140° 10 61 103 hé 15,010
CTS05095D10 9.50 140° 10 61 103 hé 15,010
CTS05096D10 9.60 140° 10 61 103 hé 15,010
CTS05097D10 9.70 140° 10 61 103 hé 15,010
CTS05098D10 9.80 140° 10 61 103 hé 15,010
CTS05099D10 9.90 140° 10 61 103 hé 15,010
CTS05100D10 10.00 140° 10 61 103 hé 15,010
CTS05101D12 10.10 140° 12 71 118 h6 21,870
CTS05102D12 10.20 140° 12 71 118 h6 21,870
CTS05103D12 10.30 140° 12 71 118 h6 21,870
CTS05104D12 10.40 140° 12 71 118 h6 21,870
CTS05105D12 10.50 140° 12 71 118 h6 21,870
CTS05106D12 10.60 140° 12 71 118 h6 21,870
CTS05107D12 10.70 140° 12 71 118 h6 21,870
CTS05108D12 10.80 140° 12 71 118 h6 21,870
CTS05109D12 10.90 140° 12 71 118 h6 21,870
CTS05110D12 11.00 140° 12 71 118 h6 21,870
CTS05111D12 11.10 140° 12 71 118 h6 21,870
CTS05112D12 11.20 140° 12 71 118 h6 21,870
CTS05113D12 11.30 140° 12 71 118 h6 21,870
CTS05114D12 11.40 140° 12 71 118 h6 21,870
CTS05115D12 11.50 140° 12 71 118 h6 21,870
CTS05116D12 11.60 140° 12 71 118 h6 21,870
CTS05117D12 11.70 140° 12 71 118 h6 21,870
CTS05118D12 11.80 140° 12 71 118 h6 21,870
CTS05119D12 11.90 140° 12 71 118 h6 21,870
CTS05120D12 12.00 140° 12 71 118 h6 21,870
CTS05122D12 12.20 140° 14 77 124 h6 28,780
CTS05123D12 12.30 140° 14 77 124 h6 28,780
CTS05124D12 12.40 140° 14 77 124 h6 28,780
CTS05125D14 12.50 140° 14 77 124 h6 28,780
CTS05128D14 12.80 140° 14 77 124 h6 28,780
CTS05130D14 13.00 140° 14 77 124 h6 28,780
CTS05135D14 13.50 140° 14 77 124 h6 28,780
CTS05138D14 13.80 140° 14 77 124 h6 28,780
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TOTIMEc

HBRESDIA TALIINED2FAF YL
2 Flutes Tungsten Carbide Drill 5D Type with Oil Hole

@ FE—¥#E8R/First recommendation O —#£38/Second recommendation A $=#3%/Last recomenndation

REWE aei BEASA BEASH
-9 HRC35F HRC45:39 HRC50:39 HRC55
Carbon Steel Alloy Steel Hardened Steel | Hardened Steel

FH
k227 S MASE ] 7=
Cast Iron Stainless Steel | Heat Resistant Copper Alloy Aluminum
Material

[ [ (@) (@) [

[EES
Synthetic Resin

AERE PAZ AR 2R nE
Point Angle Shank Dia Cutting Length Total Length Tolarance
CTS05140D14 14.00 140° 14 77 124 h6 28,780
CTS05143D16 14.30 140° 16 83 133 hé 37,140
CTS05145D16 14.50 140° 16 83 133 h6 37,140
CTS05146D16 14.60 140° 16 83 133 hé 37,140
CTS05148D16 14.80 140° 16 83 133 hé 37,140
CTS05150D16 15.00 140° 16 83 133 hé 37,140
CTS05155D16 15.50 140° 16 83 133 h6 37,140
CTS05158D16 15.80 140° 16 83 133 hé 37,140
CTS05160D16 16.00 140° 16 83 133 hé 37,140
CTS05165D18 16.50 140° 18 93 143 h6 49,090
CTS05166D18 16.60 140° 18 93 143 hé 49,090
CTS05168D18 16.80 140° 18 93 143 hé 49,090
CTS05170D18 17.00 140° 18 93 143 h6 49,090
CTS05175D18 17.50 140° 18 93 143 h6 49,090
CTS05178D18 17.80 140° 18 93 143 h6 49,090
CTS05180D20 18.00 140° 18 93 143 hé 49,090
CTS05185D20 18.50 140° 20 101 153 hé 62,980
CTS05190D20 19.00 140° 20 101 153 hé 62,980
CTS05195D20 19.50 140° 20 101 153 hé 62,980
CTS05200D20 20.00 140° 20 101 153 hé 62,980
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TAOTIMc NI %4 BZR / Recommended cutting processing condition

BEEA3/46° THIRAMHIRAVI IV FEIL BEE40/43°4HI-F-RIVE=ZIL

AE)-F/AERBHEFryy 15U EEEBAChampagne Goldd-F 424

/ Series/Anti-Vibration 4 Flutes Square(Coner Radius) Carbide End Mill Variable Helix Leads 43/46°(40/43°)Unequal Spacing Teeth

BE)HIAFBR EMTI Recommendation of cutting conditions for slotting

— &S E M KRN o ZUn—F iR 2TV LR
P Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (845C/SS/FC/FCD%) (SCM {E&£3H%) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)
#%Y) 5% (FEED) #%Y) 5% (FEED) #%Y) 5% (FEED) % V) 5% (FEED)

Tool Dlameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
1 RS 160 25,478 120 19,745 70 25,478 110
[ 15 IRV 185 16,985 130 13,163 75 16,985 125
B 5 210 12,739 145 9,873 80 12,739 135
| 25  EEEEVELY 220 9,554 160 7,898 85 10,191 145
3 S 240 9,023 175 7,113 90 9,023 165
[ 4 7,962 290 6,768 210 5,334 130 6,768 200
[ 5 | 6,369 320 5,414 230 4,268 135 5,414 250
[ 6 | 5,308 400 4,512 280 3,556 145 4,512 290
B /s 510 3,384 360 2,667 190 3,384 330
[ 10 | 3,344 610 3,025 430 2,293 240 2,707 490
| 12| 2,787 620 2,521 440 1,911 230 2,256 480
| 14 2,389 570 2,161 405 1,638 225 1,934 440
[ 16 R 540 1,891 390 1,433 210 1,692 400
[ 20 | 1,672 530 1,513 380 1,146 1,354 390

BB R BIEINT Recommendation of cutting conditions for side milling

— &S E M KRH o ZUn—F iR 2TV LR
P Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM {E&£30%) (SKD NAKZ%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS3165)
IR #Y) 5% (FEED) #%Y) 5% (FEED) #%Y) 5% (FEED) #%Y) 3% (FEED)

Tool Diamet: (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
36,624 160 25,478 110 19,745 70 9,554 100
24,416 180 16,985 115 13,163 75 6,369 110
B s> 190 12,739 130 9,873 80 5,573 110
14,650 215 9,554 145 7,898 85 4,459 120
13,800 220 9,023 170 7,113 90 3,715 140
| 4 EUEH) 270 6,768 200 5,334 130 3,185 220
| 5 | 8,280 290 5,414 210 4,268 135 2,548 250
[ 6 | 6,900 360 4,512 265 3,556 145 2,389 265
[ 8 5,175 480 3,384 330 2,667 190 1,791 290
4,459 610 3,025 415 2,293 240 1,433 250
3,715 620 2,521 425 1,911 230 1,062 200
3,185 550 2,161 385 1,638 215 910 170
2,787 520 1,801 365 1,433 220 896 165
2,229 515 1,513 345 1,146 210 717 130

ap=1.0D
ae=0.5D

KZOMIEEFIEILERVIZEY A X, ARH2.5DH LLII3DOITEDFERZEEL L-&HTT,
LLBEVLVOIEAZAEY LAY IYAXTHZOTHNIE, MIKHFORELBDICAELTLESY,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

KF YA TF—R—2REFLTVEIDIITREEVEEADT, EXNICEBEFROASICEIMIKHTIERATI L,
We don't display a champion data, so please basically use cutting processing conditions that suit your work.



TAOTIMc NI %4 BZR / Recommended cutting processing condition

HBIE43/45°HiRAMAZRIIIVEZI

AEFY-F/AEDEALFrvya1S5UFEEA POWERI-F42% / AITINI-F42)

Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 43/45°Unequal Spacing Teeth

BE)HIAFBR EMTI Recommendation of cutting conditions for slotting

— &S E M KRN o ZUn—F iR 2TV LR
P Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (845C/SS/FC/FCD%) (SCM {E&£0%) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS3165)
IR #%Y) 5% (FEED) #%Y) 5% (FEED) #%Y) 5% (FEED) % V) 5% (FEED)

Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
30,255 160 25,478 120 19,745 70 25,478 110
20,170 185 16,985 130 13,163 75 16,985 125
B 5 210 12,739 145 9,873 80 12,739 135
12,102 220 9,554 160 7,898 85 10,191 145
10,085 240 9,023 175 7,113 90 9,023 165
[ 4 7,962 290 6,768 210 5,334 130 6,768 200
[ 5 | 6,369 320 5,414 230 4,268 135 5,414 250
[ 6 | 5,308 400 4,512 280 3,556 145 4,512 290
[ 8 | 4,180 510 3,384 360 2,667 190 3,384 330
3,344 610 3,025 430 2,293 240 2,707 490
2,787 620 2,521 440 1,911 230 2,256 480
2,389 570 2,161 405 1,638 225 1,934 440
2,090 540 1,801 390 1,433 210 1,692 400
1,672 530 1,513 380 1,146 1,354 390

BB R BIEINT Recommendation of cutting conditions for side milling

— &S E M KRH o ZUn—F iR 2TV LR
P Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM {E&£30%) (SKD NAKZ%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS3165)
IR #Y) 5% (FEED) #%Y) 5% (FEED) #%Y) 5% (FEED) #%Y) 3% (FEED)

Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
36,624 160 25,478 110 19,745 70 9,554 100
24,416 180 16,985 115 13,163 75 6,369 110
B s> 190 12,739 130 9,873 80 5,573 110
14,650 215 9,554 145 7,898 85 4,459 120
13,800 220 9,023 170 7,113 90 3,715 140
| 4 EUEH) 270 6,768 200 5,334 130 3,185 220
| 5 | 8,280 290 5,414 210 4,268 135 2,548 250
[ 6 | 6,900 360 4,512 265 3,556 145 2,389 265
[ 8 5,175 480 3,384 330 2,667 190 1,791 290
4,459 610 3,025 415 2,293 240 1,433 250
3,715 620 2,521 425 1,911 230 1,062 200
3,185 550 2,161 385 1,638 215 910 170
2,787 520 1,801 365 1,433 220 896 165
2,229 515 1,513 345 1,146 210 717 130

ap=1.0D
ae=0.5D

KZOMIEEFIEILERVIZEY A X, ARH2.5DH LLII3DOITEDFERZEEL L-&HTT,
LLBEVWDIEAZNIY LAY IHA I THEIOTHNIE, MIKGORELEBDICHELTLIEIW,
4345ST> Y —XI3FHRCAOU T BR e L, EM, RAERFICTERAIND L2 #EVELET,
L EEEOHEIMEMIY 2H&IEPOWERI—T 1+ Y /O ZERAZBEIHWEZLET, (WEELEREICENTEYEY)
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKF YTV TF—R2—%RRLTVLEDIFTREEVEEADT, BEXANICEBEHROASICASIMIKGETIERATEL,
We don't display a champion data, so please basically use cutting processing conditions that suit your work.



TL. I IME NI BZR / Recommended cutting processing condition

{BEE35/38° hiRAMHPAVIZIVF=I

AHU-FREREFHSErvy a5/ FEBAICrNI-F42 5

Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 35/38°

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

1= R 5 el TUn—F 4 2F v LR
Ikt Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BEE£RF) (SKD NAK%)

<HRC35 HRC30~38 HRC35~45 (SUS304 SUSS16)
TERE Y & (FEED) % Y) & (FEED) #%Y) & (FEED) 3
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

1 150 23,885 110 19,108 60 25,478

[ 15 [ETELE 175 15,924 120 12,739 65 16,985 125
| 2 REE 200 11,943 135 9,554 70 12,739 135
[ 25 VRS 210 9,554 150 7,643 75 10,191 145
[ 3 T 240 8,493 165 6,900 80 9,023 165
B s 280 6,369 200 5,175 120 6,768 200
5 I 310 5,096 220 4,140 125 5,414 250
B o~ 390 4,246 265 3,450 135 4,512 290
B 33 500 3,185 340 2,588 180 3,384 330
[ 10 EERES 600 2,866 420 2,229 230 2,707 490
[ 12 X 610 2,389 425 1,858 220 2,256 480
B s 560 2,047 385 1,592 215 1,934 440
[ 16 R 530 1,791 370 1,393 200 1,692 400
B > 520 1,433 360 1,115 1,354

WIS BR BIEMTI Recommendation of cutting conditions for side milling

— RS ERE KR CE AURASR % | 2TV LR
bt Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BE&2RE) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)
IEE #% V) i (FEED) % V) % (FEED) % V) % (FEED) % V) & (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
1 R 140 23,885 100 19,108 60 9,554 100
| 15 EEPPRIY 160 15,924 105 12,739 65 6,369 110
[ 2 TR 180 11,943 120 9,554 70 5,573 110
[ 25 EEEEID 195 9,554 135 7,643 75 4,459 120
B 23 210 8,493 160 6,900 80 3,715 140
[ 4 Y 260 6,369 190 5,175 120 3,185 220
| 5 RATE 280 5,096 200 4,140 125 2,548 250
[ 6 IR 350 4,246 255 3,450 135 2,389 265
B 460 3,185 320 2,588 180 1,791 290
[ 10 ST 590 2,866 400 2,229 230 1,433 250
| 12 Y 600 2,389 410 1,858 220 1,062 200
[ 14 XY 530 2,047 370 1,592 215 910 170
| 16 AL 500 1,791 350 1,393 200 896 165
[ 20 N0 495 1,433 330 1,115 190 717 130

ap=1.0D
ae=0.5D

K ZOMIFHFIILERPEEY A X, ARH2.5DH LLII3DOITEDERAEZEEL LI-&HTT,
LLBEVOIENZNLY LAY IHAXTHZOTHNIE, MIREDERELZEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

35388+ U —XICELTIZHRCA0X TZBRE L, HEHOEEIILTTE WL,

HKF v EFVTF—E—RRLTVIDIITREEVEEADT, EXRNICIEEROLBICASIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.



TL. I IME NI BZR / Recommended cutting processing condition

{BEE23/26°hiRAMHPAVIZIVF=I

FEY-F/FEQEFEEryvya1S/HEBAmber -4

Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 23/26°

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

1= ZYn—F 8 2F v LR
Ikt Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BEE£RF) (SKD NAK%)

4 1
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)

TERZ ElE# (RPM) Y #EE(FEED) | [El#E#(RPM) |3V EE(FEED) | [El##(RPM) |%Y3#&EE(FEED) | E#E(RPM) | i
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

7,958 260 8,488 550 6,897 300 4,244

5,968 260 6,366 600 SIS 320 3,183 155
4,775 390 5,093 650 4,138 330 2,546 170
8199 370 4,244 670 3,448 340 2,122 165
2,984 340 3,183 670 2,586 320 1,592 160
2,387 310 2,546 650 2,069 320 1,273 160
1,989 290 2,122 630 1,724 300 1,061 155

1,492 260 1,592 530 1,293 260 796 140

WIS BR BIEMTI Recommendation of cutting conditions for side milling

— RS ERE KR CE AURASR % | 2TV LR
bt Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EE&HE) (SKD NAK=)

SUS304 SUS316
<HRC35 HRC30~38 HRC35~45 ( )

IR i#% V) B (FEED) #% 1) B (FEED) i#% V) B (FEED) i#% 1) 5B (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
9,550 312 12,223 792 9,932 432 6,111 216
7,162 312 7,639 720 6,208 384 3,820 186

5,730 468 6,112 780 4,966 396 3,055 204
4,775 444 5,093 804 4,138 408 2,546 198
3,581 408 3,820 804 3,103 384 1,910 192
2,864 372 3,055 780 2,483 384 1,528 192
2,387 348 2,546 756 2,069 360 1,273 186

1,790 312 1,910 636 1,552 312 955 168

ap=1.0D
ae=0.5D

K ZOMIFHFIILERPEEY A X, ARH2.5DH LLII3DOITEDERAEZEEL LI-&HTT,
LLBEVOIENZNLY LAY IHAXTHZOTHNIE, MIREDERELZEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKFr v EF VTR —2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICESIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.



TL. I IME NI BZR / Recommended cutting processing condition

BEE40/42°hiRAMAAVIPIVFZI

FYIFAREFY -/ A ESE ¥ ryvy 157 FRAChampagne Goldd-F4 %5

Series/Anti-Vibration 4 Flutes Square Carbide End Mill Variable Helix Leads 40/42°Unequal Spacing Teeth With Neck For Rib Processing

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

5% 185 5 FE 3 i CE AURASR % 2TV LR
Ikt Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BE& A% (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)
IEE % V) % (FEED) % V) % (FEED) % V) & (FEED) % V) % (FEED)

Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) [
1 RS 160 25,478 120 19,745 70 25,478
[ 15 EEEPIRE) 185 16,985 130 13,163 75 16,985 125
[ 2 Y 210 12,739 145 9,873 80 12,739 135
| 25  EERPETY 220 9,554 160 7,898 85 10,101 145
B 10085 240 9,023 175 7,113 90 9,023 165
4 K 290 6,768 210 5,334 130 6,768 200
| 5 R 320 5,414 230 4,268 135 5,414 250
| 6 EEE 400 4,512 280 3,556 145 4,512 290
B 0 510 3,384 360 2,667 190 3,384 330
[ 10 EEEE 610 3,025 430 2,293 240 2,707 490
| 12 AN 620 2,521 440 1,911 230 2,256 480
[ 14 R 570 2,161 405 1,638 225 1,934 440
| 16 A 540 1,801 390 1,433 210 1,692 400
[ 20 R 530 1,513 380 1,146 1,354

EiJHIESHBEZR BIEmMNTI Recommendation of cutting conditions for side milling

—RIEERH KR A& TUn—F 4 27V LR
I Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM {E&£HE) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUSS16%)
IE®E % V) i (FEED) % V) E (FEED) % V) (FEED) % V) (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) i

1 160 25,478 110 19,745 70 9,554

[ 15 I 180 16,985 115 13,163 75 6,369 110
[ 2 RV 190 12,739 130 9,873 80 5,573 110
[ 25 VY 215 9,554 145 7,898 85 4,459 120
BEEE 13300 220 9,023 170 7,113 90 3,715 140
B 10350 270 6,768 200 5,334 130 3,185 220
[ 5 IR 290 5,414 210 4,268 135 2,548 250
B oo 360 4,512 265 3,556 145 2,389 265
B 480 3,384 330 2,667 190 1,791 290
[ 10 YL 610 3,025 415 2,293 240 1,433 250
[ 12 NG 620 2,521 425 1,911 230 1,062 200
[ 12 RS 550 2,161 385 1,638 215 910 170
B s 520 1,801 365 1,433 220 896 165
[ 20 EEEEZL 515 1,513 345 1,146 210 717 130

ap=1.0D
ae=0.5D

KZDMIEGRERIVIELEY A X, ARHN2.5DH LLII3DOIEDFEREREL LI-EHETT,

% LEEVOIELNZAEY AV ITYHA I THIOTHNIE, MIKGORELEDICHELTLEE Y,

The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

MFr Y EF VTR —RRLTVWEIDITTREEVWEEADT, EXANICBEEROLBICEIMIRGETIEATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.



TL. I IME NI BZR / Recommended cutting processing condition

BBEE35° 2P AVI7 IV FEIL/BRE35° 2 FHI-F-RIVFEIL

FEFryvyaS/HEFEABAICSInd-F429

Series/2 Flutes Square Carbide End Mill / Series/2 Flutes Coner Radius Carbide End Mill

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

1= R A& TUn—F 4 27V LR
I Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EE£RF) (SKD NAK)

<HRC35 HRC30~38 HRC35~45 (SUS304 SUSS16)
TERE Y & (FEED) % Y) & (FEED) #%Y) & (FEED) 3
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

[ 1 R 122 11,783 71 11,194 64 8,917
[ 15 Y 234 6,582 66 6,253 60 5,732 115
[ 2 T 191 4,936 99 4,689 89 4,140 83
[ 25 AT 180 4,076 106 3,873 96 3,312 86
[ 3 R 201 3,609 108 3,429 98 2,972 95
B 259 2,866 143 2,723 130 2,389 115
5 R 273 2,420 145 2,299 131 1,975 130
B 0 269 2,123 183 2,017 165 1,805 141
s X 294 1,672 167 1,588 151 1,393 148
[ 10 R 261 1,274 132 1,210 120 1,115 132
B 210 1,115 105 1,059 95 902 103
[ 11 Y 192 978 102 929 92 773 101
[ 16 EEDE 178 876 91 832 82 697 91
[ 20 [ENEE 141 685 650 557

1¢~3¢ ap=0.1D /3.1¢~20¢ ap=0.5D

WIS BR BIEMTI Recommendation of cutting conditions for side milling

— R ERME KR CE ZUn—F8 2TV LR
I Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EEEHE) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45

ITERE EEE#(RPM) | 3XY) HE(FEED) | EE#H(RPM) | Y&EE(FEED) | E&E#(RPM) |iXY#EE(FEED) | EI#E#(RPM) | 3% % (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

(SUS304 SUS316%)

1 R 285 14,968 171 12,484 136 10,000 120
[ 15 EEEEFELN 290 9,987 174 8,323 138 9,800 179
[ 2 300 9,631 180 8,025 143 7,300 143
[ 25  EEXEH 335 8,346 201 6,955 160 6,400 162
| 3 EXEE 340 7,134 204 5,945 162 5,200 156
[ 4 R 360 5,350 216 4,459 17 4,000 170
| 5 G 430 4,280 258 3,567 205 3,500 222
[ 6 ¥ 430 3,567 258 2,972 205 2,980 226
B s 380 2,675 228 2,229 181 2,200 197
[ 10 EXTE 360 2,140 216 1,783 n 1,750 185
| 12 AVE 360 1,783 216 1,486 17 1,450 184
[ 14 KN 350 1,624 210 1,354 167 1,250 170
B 350 1,505 210 1,254 167 1,130 166
[ 20 EWEE 350 1,204 210 1,003 167 900 165

ap=1.5D
ae=0.02D

K ZOMIFHFIILERPEEY A X, ARH2.5DH LLII3DOITEDERAEZEEL LI-&HTT,
LLBEVOIENZNLY LAY IHAXTHZOTHNIE, MIREDERELZEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKFr v EF VTR —2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICESIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.



TL. I IME NI BZR / Recommended cutting processing condition

BBEE35°4AM I AVI7ZIVFEIL/BRE35°4FI-F-RIVEEIL

FEFryvyaS/HEFEABAICSInd-F429

Series/4 Flutes Square Carbide End Mill / Series/4 Flutes Coner Radius Carbide End Mill

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

1= R 5 A&l TUn—F 4 27V LR
It Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EE£RF) (SKD NAK)

4 1
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)

TERZ ElE# (RPM) Y #EE(FEED) | [El#E#(RPM) |3V EE(FEED) | [El##(RPM) |%Y3#&EE(FEED) | E#E(RPM) | i
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

[ 1 EERE 300 15,669 202 12,848 157 12,739

[ 15 [EVAEN 310 10,446 208 8,566 162 8,493 160
[ 2 T 320 7,834 215 6,424 168 6,369 166
[ 25 TR 330 6,268 222 5,139 173 5,096 171
[ 3 R 340 5,223 229 4,283 178 4,246 177
B 360 3,917 242 3,212 189 3,185 187
B 3> 450 3,134 303 2,570 236 2,548 233
B -6 450 3,482 303 2,855 236 2,866 236
B s 430 2,611 289 2,141 225 2,150 226
[ 10 PETE 420 2,089 282 1,713 220 1,720 221
[ 12 PEVE 420 1,741 282 1,428 220 1,433 221
[ 12 R 420 1,492 282 1,224 220 1,228 221
[ 15 Y 420 1,306 282 1,071 220 1,075 221
[ 20 R 420 1,045 282 857 220 860

1¢~3¢ ap=0.15D / 3.1¢$ ~20¢ ap=0.25D
ae=1D

WIS BR BIEMTI Recommendation of cutting conditions for side milling

— RS ERME KR CE ZUn—FE 2TV LR
It Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (845C/SS/FC/FCD%) (SCM BE& %) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)
IEE #% V) i (FEED) % V) % (FEED) % V) % (FEED) % V) & (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
1 R 200 11,465 140 9,516 98 9,554 100
BT 11465 210 7,856 140 6,520 98 6,369 110
| 2 EFES 220 6,051 140 5,022 98 5,573 110
| 25 KL 240 5,096 140 4,229 98 4,459 120
| 3 RAE 250 4,352 155 3,613 109 3,715 140
4 470 3,822 290 3,172 203 3,185 220
| 5 G 480 3,121 290 2,590 203 2,548 250
B -0 520 2,654 320 2,203 224 2,389 265
B 3 560 2,070 300 1,718 210 1,791 290
[ 10 XN 500 1,592 230 1,322 161 1,433 250
| 12 G 430 1,380 210 1,145 147 1,062 200
[ 14 KN 360 1,228 185 1,020 130 910 170
B 320 1,095 160 909 112 896 165
[ 20  EEY 270 876 130 727 91 717 130

ap=1.5D
ae=0.02D

K ZOMIFHFIILERPEEY A X, ARH2.5DH LLII3DOITEDERAEZEEL LI-&HTT,
LLBEVOIENZNLY LAY IHAXTHZOTHNIE, MIREDERELZEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKFr v EF VTR —2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICESIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.



TAOTIMc NI %4 BZR / Recommended cutting processing condition

FBRE35°6MHIRII7IVEEIL

FeF¥rvya5/FEEBAICSind-F405

Series/6 Flutes Square Carbide End Mill

BB R EMTI Recommendation of cutting conditions for slotting

—ARHEEFH KR A&l ZYNn—F 8 2TV LR
P Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BEE£HE) (SKD NAK=)
<HRC35 HRC30~38 HRC35~45

TERE EEH(RPM) |34 EEFEED) | [EE#(RPM) | X YEE(FEED) | EE#(RPM) | XY #EE(FEED) | [EERH(RPM) | %Y &R (FEED)
Tool Dlameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

(SUS304 SUS316%)

WIS B & @IENTLI Recommendation of cutting conditions for side milling

—ARHEEFH KR A% ZYNn—F 8 2TV LR
P Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BE&£H%) (SKD NAKZ)

SUS304 SUS316
<HRC35 HRC30~38 HRC35~45 § -

EEH(RPM) |34 EE(FEED) | EEE(RPM) | X YEE(FEED) | EE#(RPM) | XY #EE(FEED) | [EERE(RPM) | %Y &R (FEED)
(rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

Jm
]

Tool Diamet:

16,561 250 11,465 175 9,516 123 9,554 125
11,465 263 7,856 175 6,520 123 6,369 138
9,236 275 6,051 175 5,022 123 5,573 138
7,898 300 5,096 175 4,229 123 4,459 150
7,113 313 4,352 194 3,613 136 3,715 175
[ 4 6,051 588 3,822 363 3,172 254 3,185 275
5,096 600 3,121 363 2,590 254 2,548 313
B /05 650 2,654 400 2,203 280 2,389 331
[ 8 | 3,304 700 2,070 375 1,718 263 1,791 363
2,580 625 1,592 288 1,322 201 1,433 313
2,176 538 1,380 263 1,145 184 1,062 250
1,934 450 1,228 231 1,020 162 910 213
1,791 400 1,095 200 909 140 896 206
1,354 338 876 163 727 114 717 163

ap=1.5D

ae=0.02D

KZOMITEGIRERMPZEY A X, ARH2.5DH LLIIDDITEDER%E2BEL LIZRHTT,
LLBFEVWOIENZALY HAYITYAXTHIDTHNIE, MIEZHORELBHICHELTLEE L,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKFrYEF VTR —2RRLTVWEDIFTREEVEEADT, BXNICIRBEROASIICEI MIKHETIERTEL,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

BEE35° SUSAHAMAZAIIIVFEIL

FHeEFryyaSUHRATIANI-7420

Series/4 Flutes Square Carbide End Mill For Stainless Steel

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

1= R 5 A&l TUn—F 4 27V LR
It Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EE£RF) (SKD NAK)

4 1
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)

TERZ ElE# (RPM) Y #EE(FEED) | [El#E#(RPM) |3V EE(FEED) | [El##(RPM) |%Y3#&EE(FEED) | E#E(RPM) | i
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

[ 1 EERE 300 15,669 202 12,739

[ 15 [EVAEN 310 10,446 208 - - 8,493 160
[ 2 T 320 7,834 215 - - 6,369 166
[ 25 TR 330 6,268 222 - - 5,096 171
[ 3 R 340 5,223 229 - - 4,246 177
B 360 3,917 242 - - 3,185 187
B 3> 450 3,134 303 - - 2,548 233
B -6 450 3,482 303 - - 2,866 236
B s 430 2,611 289 - - 2,150 226
[ 10 PETE 420 2,089 282 - - 1,720 221
[ 12 PEVE 420 1,741 282 - - 1,433 221
[ 12 R 420 1,492 282 - - 1,228 221
[ 15 Y 420 1,306 282 - - 1,075 221
[ 20 R 420 1,045 282 860

1¢~3¢ ap=0.15D / 3.1¢$ ~20¢ ap=0.25D
ae=1D

WIS BR BIEMTI Recommendation of cutting conditions for side milling

— RS ERME KR CE ZUn—FE 2TV LR
It Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (845C/SS/FC/FCD%) (SCM {E&£HE) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)
IE®E #% V) i (FEED) % V) % (FEED) % V) % (FEED) % V) & (FEED)

Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
1 R 200 11,465 140 - - 9,554 100
[ 15 VRS 210 7,856 140 - - 6,369 110
| 2 EFES 220 6,051 140 - - 5,573 110
| 25 KL 240 5,096 140 - - 4,459 120
| 3 RAE 250 4,352 155 - - 3,715 140
4 470 3,822 290 - - 3,185 220
| 5 G 480 3,121 290 - - 2,548 250
B -0 520 2,654 320 - - 2,389 265
B 3 560 2,070 300 - - 1,791 290
[ 10 PELN 500 1,592 230 - - 1,433 250
| 12 G 430 1,380 210 - - 1,062 200
[ 14 KN 360 1,228 185 - - 910 170
B 320 1,095 160 - - 896 165
[ 20  EEY 270 876 130 - - 717 130

ap=1.5D
ae=0.02D

K ZOMIFHFIILERPEEY A X, ARH2.5DH LLII3DOITEDERAEZEEL LI-&HTT,
LLBEVOIENZNLY LAY IHAXTHZOTHNIE, MIREDERELZEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKFr v EF VTR —2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICESIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

B35 HEERANARAII IV

HAEFrvy 15 /FRATIAICSind-F42%/Blue Nanod-F42%
/ Series/4 Flutes Square Carbide End Mill For Hardened Steel

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

A& ZFYn—F 8 BEASR 27V LR
bt Alloy Steel Preharden Steel Harden Steel Stainless Steel

WORK METAL (SCM BEEHE) (SKD NAKS) (SKD NAK STAVAX)

HRC30~38 HRC35~45 i (SUS304 SUS316%)

TERZ ElE# (RPM) Y #EE(FEED) | [El#E#(RPM) |3V EE(FEED) | [El##(RPM) |%Y3#&EE(FEED) | E#E(RPM) | i
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

1 202 12,848 157 9,636 165 12,739

[ 15 LG 208 8,566 162 6,424 170 8,493 160
[ 2 | 7,834 215 6,424 168 4,818 176 6,369 166
[ 25 R 222 5,139 173 3,855 181 5,096 171
B 229 4,283 178 3,212 187 4,246 177
B o 242 3,212 189 2,409 198 3,185 187
B ¢ 303 2,570 236 1,927 247 2,548 233
B 303 2,855 236 2,141 247 2,866 236
B s 289 2,141 225 1,606 236 2,150 226
[ 10 [EEPALN 282 1,713 220 1,285 231 1,720 221
[ 12 R 282 1,428 220 1,071 231 1,433 221
[ 11 Wy 282 1,224 220 918 231 1,228 221
[ 15 EES 282 1,071 220 803 231 1,075 221
[ 20 RIS 282 857 220 642 231 860

1¢~3¢ ap=0.15D / 3.1¢~20¢ ap= A$f Hardened Steel ap=0.05]

WIS BR BIEMTI Recommendation of cutting conditions for side milling

e ZUn—F U8l BEASR 27V LR
bt Alloy Steel Preharden Steel Harden Steel Stainless Steel

WORK METAL (SCM BE&H%) (SKD NAK%) (SKD NAK STAVAX)
HRC30~38 HRC35~45 HRC45-50HRC (SUS304 SUS316%)
IEE #% V) i (FEED) % V) % (FEED) % V) % (FEED) % V) & (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
1 R 140 9,516 98 6,369 20 9,554 100
[ 15 EERELH 140 6,520 98 4,671 30 6,369 110
2 140 5,022 98 3,981 35 5,573 110
[ 25 XS 140 4,229 98 3,185 40 4,459 120
| 3 EY 155 3,613 109 2,654 50 3,715 140
B 33> 290 3,172 203 2,389 50 3,185 220
| 5 R 290 2,590 203 1,911 55 2,548 250
[ 6 XY 320 2,203 224 1,592 55 2,389 265
B o0 300 1,718 210 1,393 95 1,791 290
[ 10 IV 230 1,322 161 1,115 70 1,433 250
| 12 R 210 1,145 147 929 65 1,062 200
[ 14 WL 185 1,020 130 796 63 910 170
| 16 RIS 160 909 112 697 50 896 165
[ 20 | 876 130 727 91 557 35 717 130

ap=1.5D
ae=0.02D

K ZOMIFHFIILERPEEY A X, ARH2.5DH LLII3DOITEDERAEZEEL LI-&HTT,
LLBEVOIENZNLY LAY IHAXTHZOTHNIE, MIREDERELZEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKFr v EF VTR —2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICESIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

B4 SEERMAIAII IV

FAFEFvryvra15FHHBlue Nano ll -7 425
Series/6 Flutes Square Carbide End Mill For Hardened Steel

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

e ZYn—F 8 BEASHR 27V LR
bt Alloy Steel Preharden Steel Harden Steel Stainless Steel

WORK METAL (SCM BE£HE) (SKD NAK=) (SKD NAK STAVAX)
HRC30~38 HRC35~45 HRC45-50HRC

TERZ ElE# (RPM) Y #EE(FEED) | [El#E#(RPM) |3V EE(FEED) | [El##(RPM) |%Y3#&EE(FEED) | E#E(RPM) | i
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

(SUS304 SUS316%)

6|
8
[
[
[
[
[
[
[
[

BYJEIZEGBER fIEmNT Recommendation of cutting conditions for side milling

e ZUn—Fif BEASH 27V LR
It Alloy Steel Preharden Steel Harden Steel Stainless Steel

WORK METAL (SCM EEEHE) (SKD NAK=) (SKD NAK STAVAX)

SUS304 SUS316
HRC30~38 HRC35~45 HRC45-50HRC ( =

IEE 1) 3% (FEED) %) %[E (FEED) %) %[E (FEED) %) % [E (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
6,100 1,400 6,100 1,400 4,030 730
4,500 1,400 4,500 1,400 2,940 730

3,650 1,370 3,650 1,370 2,330 700
3,100 1,250 3,100 1,250 1,960 660
2,600 1,250 2,600 1,250 1,640 645

2,280 1,240 2,280 1,240 1,470 635

e e =
BN O

ap=1.5D
ae=0.04D

HZOMIEHIEHIRNPIDOTEDNEREBEL LEEHTT,
LLBEVOIENZNLY LAY IHAXTHZOTHNIE, MIREDERELZEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute lengths 3.0D, not long flute lengths or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKFr v EF VTR —2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICESIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

B4V IL=A3MHPARII IVF=N BE40°7IL=A3KMHARII IV EENL

HA&Fryrya15FHE/>3-F and DLCI-F42 1%

Series/3 Flutes Square Carbide End Mill For Aluminum

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

—RIEERSE KR FTII=yL A7075 FII=7L A5052 $f C1100
bt Carbon Steel Aluminum Alloy Aluminum Alloy Copper Alloy

WORK METAL (S45C/SS/FC/FCD%) E1E=3(RPM) E13=3(RPM) E1EE3(RPM)

<HRC35 (rev/min) (rev/min) (rev/min)

TERZ ElE# (RPM) Y #EE(FEED) | [El#E#(RPM) |3V EE(FEED) | [El##(RPM) |%Y3#&EE(FEED) | E#E(RPM) | i
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

[ 1 38,217 330 57,325 495 28,662

[ 125 | - - 30,573 375 45,860 563 22,930 270
[ 15 | - - 31,847 450 47,771 675 22,293 330
[ 2 | - - 28,662 600 42,994 900 16,720 480
| 25 | - - 22,930 1,080 34,395 1,620 13,376 488
L 3 - - 19,108 1,133 28,662 1,699 11,146 488
4 - - 14,331 1,175 21,497 1,762 8,360 540
[ 5 ] - - 11,465 1,193 17,197 1,789 6,688 570
[ 6 | - - 9,554 1,205 14,331 1,807 5,573 600
[ 8 | - - 7,166 1,215 10,748 1,823 4,180 675
[ 10 | - - 5,732 1,215 8,599 1,823 3,344 705
[ 12 - - 4,777 1,197 7,166 1,796 2,787 750
[ 1 - - 4,095 1,080 6,142 1,620 2,389 780
[ 16| - - 3,583 975 5,374 1,463 2,090 765
[ 18| - - 3,185 915 4,777 1,373 1,858 750
[ 20 | 2,866 4,299 1,672

WIS BR BIEMTI Recommendation of cutting conditions for side milling

— RS ERME KR TII=yL A7075 TV =L A5052 #W C1100
eI Carbon Steel Aluminum Alloy Aluminum Alloy Copper Alloy
WORK METAL (S45C/SS/FC/FCD%) El#E3 (RPM) El#=3 (RPM) El#E3 (RPM)
<HRC35 (rev/min) (rev/min) (rev/min)

IEE #% V) i (FEED) % V) & (FEED) % V) % (FEED) % V) & (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
[ T ] - - 38,217 462 57,325 693 28,662 315
| 125 | - 30,573 525 45,860 788 22,930 378
| 15 | - 31,847 630 47,771 945 22,293 462
[ 7 ] - 28,662 840 42,994 1,260 16,720 672
| 25 | - 22,930 1,512 34,395 2,268 13,376 683
[ 5 ] - 19,108 1,586 28,662 2,378 11,146 683
[ a4 - 14,331 1,644 21,497 2,466 8,360 756
5 - 11,465 1,670 17,197 2,504 6,688 798
[ 6 | - 9,554 1,686 14,331 2,529 5,573 840
| 8 | - 7,166 1,701 10,748 2,552 4,180 945
[ 10 | - 5,732 1,701 8,599 2,552 3,344 987
[ 12 - 4,777 1,676 7,166 2,514 2,787 1,050
[ 1 - 4,095 1,512 6,142 2,268 2,389 1,092
[ 16| - 3,583 1,365 5,374 2,048 2,090 1,071
| 18| - 3,185 1,281 4,777 1,922 1,858 1,050
[ 20 | - 2,866 1,113 4,299 1,670 1,672 1,050
ap=1.5D
ae=0.2D

HIOMIFHFRBERVFEEY A X, ARHI25DH L IZ3DOITEDOFERZBEL LEKHTT,
LLBFELWDOIENZNEY LAY ITHAITHIOTHNIE, MIKHEORELEBDICHABLTLIEIL,
hansEUEICEY) EEZ EIFRIHEICIEIDLCA—T 4 v /% ELAT Y FINZ#ERVWELET, (Mt IEoREEEF LAY £9)
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

MFr Y EF VTR —RRLTVLEIDIITREEVWEEADT, EXANICBEEROLBICEIMIRGETIEATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

B30 2 AM-ILIVF=I

AICrSind-F42%9
Series/2 Flutes Ball Nose Carbide End Mill For Steel

BYJEIEREGFER 787 74 Y ~ T Recommendation of profiling cutting

—RIEERE KR A& TUn—F 4 27V LR
I Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BEE£RF) (SKD NAK%)

4 1
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)

TERZ E#E#(RPM) | XY ZEE(FEED) | [E#EE(RPM) |3XVY&EE(FEED) | EEEH(RPM) |iXY#EE(FEED) | EIEE#(RPM) |3 %EE(FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) i

1 e 635 25,478 397 25,478 290 25,478

[ 15 IR 510 16,985 333 16,985 296 16,985 333
B 15 631 12,739 408 12,739 306 12,739 408
[ 25  |EEVYE 645 10,101 408 10,101 306 10,191 408
B 67 654 8,493 408 8,493 306 8,493 408
B s 666 6,369 446 6,369 382 6,369 446
[ 5 A 673 5,096 459 5,096 387 5,096 459
B s 677 4,246 467 4,246 382 4,246 467
B s 744 3,185 573 3,185 446 3,185 573
[ 10 EEEEE 771 2,548 510 2,548 448 2,548 510
[ 12 T 701 2,123 467 2,123 425 2,123 467
B 690 1,820 425 1,820 390 1,820 425
[ 16 ST 525 1,592 382 1,592 318 1,592 382
B > 438 1,274 280 1,274 255 1,274

WIS BR BIEMTI Recommendation of cutting conditions for side milling

—RIEERE KR A& TUn—F 4 27V LR
s Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EE&HE) (SKD NAK=)
<HRC35 HRC30~38 HRC35~45

(SUS304 SUS316%)

ITERE B (RPM) | 3XY) HE(FEED) | EE#H(RPM) | Y&EE(FEED) | E&E#(RPM) |iXY#EE(FEED) | EIE#(RPM) |3 % (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

KZOMIFKHFIIERPEEVA XODTEDERZBEL LI-EHFTT,
LLBEVOIENZNLY LAY IHAXTHEOTHNIE, MIREDERELEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKF v EFVTF—E—2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICASIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

B304 A M-ILIVFZI

AICrSind-F42%9
Series/4 Flutes Ball Nose Carbide End Mill For Steel

BYJEIEREGFER 787 74 Y ~ T Recommendation of profiling cutting

—RIEERE KR A& TUn—F 4 27V LR
I Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM BEE£RF) (SKD NAK%)

4 1
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)

TERZ E#E#(RPM) | XY ZEE(FEED) | [E#EE(RPM) |3XVY&EE(FEED) | EEEH(RPM) |iXY#EE(FEED) | EIEE#(RPM) |3 %EE(FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) i

1 e 1,016 25,478 635 25,478 435 25,478

[ 15 IR 816 16,985 533 16,985 444 16,985 533
B 15 1,010 12,739 653 12,739 459 12,739 653
[ 25  |EEVYE 1,032 10,191 653 10,191 459 10,191 653
B 67 1,046 8,493 653 8,493 459 8,493 653
B s 1,066 6,369 714 6,369 573 6,369 714
[ 5 R 1,077 5,096 734 5,096 581 5,096 734
B s 1,083 4,246 747 4,246 573 4,246 747
B s 1,190 3,185 917 3,185 669 3,185 917
[ 10 EEEEE 1,234 2,548 816 2,548 672 2,548 816
[ 12 T 1,122 2,123 747 2,123 638 2,123 747
B 1,104 1,820 680 1,820 585 1,820 680
[ 16 ST 840 1,592 611 1,592 477 1,592 611
B > 701 1,274 448 1,274 383 1,274

WIS BR BIEMTI Recommendation of cutting conditions for side milling

—RIEERE KR A& TUn—F 4 27V LR
s Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EE&HE) (SKD NAK=)
<HRC35 HRC30~38 HRC35~45

(SUS304 SUS316%)

ITERE B (RPM) | 3XY) HE(FEED) | EE#H(RPM) | Y&EE(FEED) | E&E#(RPM) |iXY#EE(FEED) | EIE#(RPM) |3 % (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

KZOMIFKHFIIERPEEVA XODTEDERZBEL LI-EHFTT,
LLBEVOIENZNLY LAY IHAXTHEOTHNIE, MIREDERELEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKF v EFVTF—E—2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICASIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

BE30° s EER2MANR-ILIVESIL

TiAICrSind-5427%/Blue Nano J-F4%
/ Series/2 Flutes Ball Nose Carbide End Mill for Hardened Steel

BYJEIEREGFER 787 74 Y ~ T Recommendation of profiling cutting

el ZYn—F 8 BEASR 27V LR
I Alloy Steel Preharden Steel Harden Steel Stainless Steel

WORK METAL (SCM BEE£HE) (SKD NAK=) (SKD NAK STAVAX)

HRC30~38 HRC35~45 i (SUS304 SUS316%)

TERZ E#E#(RPM) | XY ZEE(FEED) | [E#EE(RPM) |3XVY&EE(FEED) | EEEH(RPM) |iXY#EE(FEED) | EIEE#(RPM) |3 %EE(FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) i

B s 397 25,478 290 19,108 232 25,478

[ 15 ETELS 333 16,985 296 12,739 237 16,985 333
B 273 408 12,739 306 9,554 245 12,739 408
[ 25  EEURTH 408 10,101 306 7,643 245 10,191 408
B s 408 8,493 306 6,369 245 8,493 408
B 36 446 6,369 382 4,777 306 6,369 446
[ 5 G 459 5,096 387 3,822 310 5,096 459
B - 467 4,246 382 3,185 306 4,246 467
B s 573 3,185 446 2,389 357 3,185 573
[ 10 PETE 510 2,548 448 1,911 358 2,548 510
[ 12 PEVE 467 2,123 425 1,592 340 2,123 467
[ 12 R 425 1,820 390 1,365 312 1,820 425
B 5 382 1,592 318 1,194 254 1,592 382
[ 20 R 280 1,274 255 955 204 1,274

WIS BR BIEMTI Recommendation of cutting conditions for side milling

el ZYn—F 8 BEASR 27V LR
s Alloy Steel Preharden Steel Harden Steel Stainless Steel

WORK METAL (SCM EEEHE) (SKD NAK=) (SKD NAK STAVAX)
HRC30~38 HRC35~45 HRC45-50HRC

(SUS304 SUS316%)

ITERE B (RPM) | 3XY) HE(FEED) | EE#H(RPM) | Y&EE(FEED) | E&E#(RPM) |iXY#EE(FEED) | EIE#(RPM) |3 % (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

KZOMIFKHFIIERPEEVA XODTEDERZBEL LI-EHFTT,
LLBEVOIENZNLY LAY IHAXTHEOTHNIE, MIREDERELEBDICHELTIEIL,
The above cutting condition is supposed to be used with standard end mills, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKF v EFVTF—E—2RRLTVIDIITREEVEEADT, EXRNICIEEROLBICASIMIRGETIERATE L,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TAOTIMc NI %4 BZR / Recommended cutting processing condition

#BEE (43/45°) [37/38°]) [19/21°]) BAiRAIAS 74 DIFEN

RFY-F/FERE A KRG CG/POWERI-F 1Y

Series/Anti-Vibration 4 Flutes Carbide Roughing End Mill Variable Helix Leads 43/45° Unequal Spacing Teeth
1921° ICEALTIEY EEZS5~8% XV &2 HRLET,
BJEISEB %R T Recommendation of cutting conditions for slotting

— RIS FER R3RH o] ZUn—F iR 2TV LRl
I Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EE£ME) (SKD NAK%)

<HRC35 HRC30~38 HRC35~45

TITEZE EEH(RPM) | %Y =E(FEED) | EE#(RPM) | XY &EE(FEED) | E&E#(RPM) |iXY #EE(FEED) | [EEE(RPM) | %Y & (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

(SUS304 SUS316%)

[ 6 | 7,431 600 5,308 420 3,450 189 5,042 348
6,155 720 4,550 510 2,957 237 4,322 380
[ 8 | 5,573 765 3,981 540 2,588 247 3,782 396
[ 9 ] 4,947 800 3,539 566 2,300 248 3,362 471
4,459 915 3,503 645 2,548 312 3,025 588
4,060 920 3,185 662 2,316 306 2,750 583
3,715 930 2,919 660 2,123 299 2,521 576
3,431 890 2,695 636 1,960 298 2,327 549
3,185 855 2,502 608 1,820 293 2,161 528
2,970 830 2,335 607 1,699 282 2,017 500
2,787 810 2,189 585 1,592 273 1,891 480
2,627 803 2,061 593 1,499 276 1,780 484
2,478 800 1,946 584 1,415 275 1,681 484
2,229 795 1,752 570 1,274 260 1,513 468

1921° ICEALTIIRY EEEZS5~8%X VU ##HBLET
BJEIS4B % #IEINT Recommendation of cutting conditions for side milling
— ISR R3RH o ZUn—F iR 27V LR
WORK METAL (S45C/SS/FC/FCD%) (SCM EE£HE) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45

EEH(RPM) |34 EE(FEED) | EEE(RPM) | X YEE(FEED) | EE#(RPM) | XY #EE(FEED) | [EERE(RPM) | %Y &R (FEED)
(rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

(SUS304 SUS316%)

Jm
]

Tool Diamet:

[ 6 | 8,174 720 5,839 504 3,450 198 5,042 365
7,006 841 5,005 540 2,957 237 4,322 380
[ 8 | 6,131 918 4,379 648 2,588 259 3,782 416
[ 9 | 5,449 981 3,892 669 2,831 317 3,362 538
4,904 1,008 3,854 774 2,548 328 3,025 617
4,459 1,106 3,503 771 2,316 324 2,750 616
4,087 1,116 3,211 792 2,123 314 2,521 605
3,773 1,079 2,964 759 1,960 310 2,327 577
3,503 1,026 2,753 729 1,820 307 2,161 554
3,270 1,001 2,569 709 1,699 297 2,017 528
3,065 972 2,408 702 1,592 287 1,891 504
2,885 981 2,267 716 1,499 294 1,780 513
2,725 981 2,141 711 1,415 294 1,681 531
2,452 954 1,927 684 1,274 273 1,513 491

ap=1.0D

ae=0.5D

K DOMITEGIRERMZEY A X, ARH2.5DH LLIIDDTEDNER%EBEL LIZREHTT,
HLBFEVWDIENZNIY AV ITYA X THEDTHNIE, MIKHORELZEDICHEBLTILEI L,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.
NEATELYXYAEAOREY EEEZEICEIF2LENH 255 (34345R(F) R L £ ¥, ZHRICTEANTI Y 3354133738R or 1921R%H#HE L X7,
HEIROVHIMIICE W TZARICEHIMICEEY BELPTWEE, RLWIEOBEAELHRALNWOLDOZHELET,

HKF X YEFVTF—2—%RRLTVWEIDIITREEVELADT, EFRNICIREEROLEFICEIMIRETIERTEL,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TAOTIMc NI %4 BZR / Recommended cutting processing condition
B35 4AMHAS 74TV

FEFrvoaS/HEBATIXcod-F420

Series/4 Flutes Roughing Carbide End Mill

BB R EMTI Recommendation of cutting conditions for slotting

— &S E M KRH o ZUn—F iR 2TV LR
P Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM {E&£30%) (SKD NAK%) SRS SR
<HRC35 HRC30~38 HRC35~45
#%Y) 5% (FEED) #%Y) 5% (FEED) #%Y) 5% (FEED) % V) 5% (FEED)

Tool Dlameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
1 I 240 31,847 180 20,701 91 28,662 132
| 15 Y 278 21,231 195 13,800 98 19,108 150
2 Ty 315 15,924 218 10,350 104 14,331 162
| 25  EEEVATY 330 12,739 240 8,280 111 11,465 174
3 RN 360 10,616 263 6,900 117 10,085 198
B 114 435 7,962 315 5,175 169 7,564 240
[ 5 | 8,917 480 6,369 345 4,140 176 6,051 300
[ 6 | 7,431 600 5,308 420 3,450 189 5,042 348
[ 8 | 5,573 765 3,981 540 2,588 247 3,782 396
[ 10 | 4,459 915 3,503 645 2,548 312 3,025 588
[ 12 3,715 930 2,919 660 2,123 299 2,521 576
| 14| 3,185 855 2,502 608 1,820 293 2,161 528
[ 16| 2,787 810 2,189 585 1,592 213 1,801 480
[ 20 | 2,229 795 1,752 570 1,274 260 1,513 468

BE)HIZAFBR BIEINT Recommendation of cutting conditions for side milling

— &S E M KRH o ZUn—F iR 2TV LR
I Carbon Steel Alloy Steel Preharden Steel Stainless Steel

WORK METAL (S45C/SS/FC/FCD%) (SCM EAE#RE) (SKD NAK%)
<HRC35 HRC30~38 HRC35~45 (SUS304 SUS316%)
LT3 %) 3% & (FEED) #%Y) 3% & (FEED) %) 3% & (FEED) %% ) & (FEED)
Tool Diamet (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)
47,293 288 35,032 216 20,701 9% 28,662 139
31,529 333 23,355 234 13,800 102 19,108 158
23,646 378 17,516 261 10,350 109 14,331 170
18,917 396 14,013 288 8,280 116 11,465 183
15,764 432 11,677 315 6,900 123 10,085 208
B s 522 8,758 378 5,175 177 7,564 252
9,809 576 7,006 414 4,140 184 6,051 315
[ 6 | 8,174 720 5,839 504 3,450 198 5,042 365
[ 8 | 6,131 918 4,379 648 2,588 259 3,782 416
4,904 1,098 3,854 774 2,548 328 3,025 617
4,087 1,116 3,211 792 2,123 314 2,521 605
3,503 1,026 2,753 729 1,820 307 2,161 554
3,065 972 2,408 702 1,592 287 1,891 504
2,452 954 1,927 684 1,274 273 1,513 491
ap=1.0D
ae=0.5D

K DOMITEGIRERMZEY A X, ARH2.5DH LLIIDDTEDNER%EBEL LIZREHTT,
LLBFEVWOIENZALY HAYITYAXTHIDTHNIE, MIEZHORELBHICHAELTLEE L,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

HKF Y YEF VTR —2RRLTVWEDIFTREEVEEADT, BRI BEROASICEI MIKHETIERTEL,

We don't display a champion data, so please basically use cutting processing conditions that suit your work.
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TL. I IME NI BZR / Recommended cutting processing condition

BBEE3S VI3 AS T4 IIVEEN

HA&Fryrya15FHE/>3-F and DLCI-F42 1%

Series/3 Flutes Roughing Carbide End Mill For Aluminum

WEIHIRMAEBER BT Recommendation of cutting conditions for slotting

—RIEERSE KR FTII=yL A7075 FII=7L A5052 $f C1100
bt Carbon Steel Aluminum Alloy Aluminum Alloy Copper Alloy

WORK METAL (S45C/SS/FC/FCD%) E1E=3(RPM) E13=3(RPM) E1EE3(RPM)

<HRC35 (rev/min) (rev/min) (rev/min)

TERZ ElE# (RPM) Y #EE(FEED) | [El#E#(RPM) |3V EE(FEED) | [El##(RPM) |%Y3#&EE(FEED) | E#E(RPM) | i
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min)

[ 1 38,217 396 57,325 594 28,662

[ 125 | - - 30,573 450 45,860 675 22,930 324
[ 15 | - - 31,847 540 47,771 810 22,293 396
[ 2 | - - 28,662 720 42,994 1,080 16,720 576
| 25 | - - 22,930 1,296 34,395 1,944 13,376 585
L 3 - - 19,108 1,359 28,662 2,039 11,146 585
4 - - 14,331 1,409 21,497 2,114 8,360 648
[ 5 ] - - 11,465 1,431 17,197 2,147 6,688 684
[ 6 | - - 9,554 1,445 14,331 2,168 5,573 720
[ 8 | - - 7,166 1,458 10,748 2,187 4,180 810
[ 10 | - - 5,732 1,458 8,599 2,187 3,344 846
[ 12 - - 4,777 1,436 7,166 2,155 2,787 900
[ 1 - - 4,095 1,296 6,142 1,944 2,389 936
[ 16| - - 3,583 1,170 5,374 1,755 2,090 918
[ 18| - - 3,185 1,098 4,777 1,647 1,858 900
[ 20 | 2,866 4,299 1,672

WIS BR BIEMTI Recommendation of cutting conditions for side milling

— RS ERME KR TII=yL A7075 TV =L A5052 #W C1100
eI Carbon Steel Aluminum Alloy Aluminum Alloy Copper Alloy
WORK METAL (S45C/SS/FC/FCD%) El#E3 (RPM) El#=3 (RPM) El#E3 (RPM)
<HRC35 (rev/min) (rev/min) (rev/min)

TERE EE#(RPM) | 3XY) HE(FEED) | EE#H(RPM) |3 Y&EE(FEED) | E&E#(RPM) |iXY#EE(FEED) | EI#E#(RPM) | 3% % (FEED)
Tool Diameter (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min) (rev/min) (mm/min)

[ T ] 38,217 462 57,325 693 28,662 315
| 125 | - 30,573 525 45,860 788 22,930 378
| 15 | - 31,847 630 47,771 945 22,293 462
[ 7 ] - 28,662 840 42,994 1,260 16,720 672
| 25 | - 22,930 1,512 34,395 2,268 13,376 683
[ 5 ] - 19,108 1,586 28,662 2,378 11,146 683
[ a4 - 14,331 1,644 21,497 2,466 8,360 756
5 - 11,465 1,670 17,197 2,504 6,688 798
[ 6 | - 9,554 1,686 14,331 2,529 5,573 840
| 8 | - 7,166 1,701 10,748 2,552 4,180 945
[ 10 | - 5,732 1,701 8,599 2,552 3,344 987
[ 12 - 4,777 1,676 7,166 2,514 2,787 1,050
[ 1 - 4,095 1,512 6,142 2,268 2,389 1,092
[ 16| - 3,583 1,365 5,374 2,048 2,090 1,071
| 18| - 3,185 1,281 4,777 1,922 1,858 1,050
[ 20 | - 2,866 1,113 4,299 1,670 1,672 1,050

ap=1.0D

ae=0.4D

KZOMIFHFIELERDPEEY A X, ARH2.5DH LLII3DOITEDERAEZEEL LI-&HTT,
LLBEVOIENZNLY LAY IHAXTHEOTHNIE, MIREDERELZEBDICHEBLTIEIL,
The above cutting condition is supposed to be used with standard end mills, flute length around 2.5D or 3.0D, not long flute length or long shanks.
If you work with longer types of the end mills, please adjust the feed speed to be slower than the above condition.

KFrYEF VY TF—E—%2RRLTVWEIDIITRHAEVEEADT, ERNICRBEFROLATICEIMIKZETIERATE WL,
We don't display a champion data, so please basically use cutting processing conditions that suit your work.

70



NI B / Recommended cutting processing condition

2 Flutes Tungsten Carbide Drill

BE2FAEIL

Low carbon steels
Carbon steels

=9 C15E4, E275A, E355D, 4gc 25%3) 42CrMo4, etc. 250, etc. 450-10S, etc
e 5 , etc.
Brinell Hardness (HB) _ _ _ _ _
Sy LI 125 125 ~ 300 250 ~ 350 200 300
Cutting Speed: Vc (m/min)
AR 120-80-50 120-70-45 100-60-35 140-100-60 120-80-60
For External Coolant
SMERAH
Cutting Speed: Vc (m/min)
CIHIR R 140-100-60 120-80-60 110-80-60 160-120-60 140-100-60
For Internal Coolant
ARG
0.10-0.20 0.10-0.20 0.09-0.16 0.13-0.20 0.11-0.18
0.14-0.25 0.14-0.25 0.12-0.23 0.17-0.30 0.13-0.20
0.16-0.32 0.16-0.32 0.14-0.28 0.20-0.35 0.15-0.25
Feed
f (mm/rev) 0.16-0.35 0.16-0.35 0.14-0.30 0.23-0.40 0.17-0.32
EYRE—F
0.18-0.40 0.18-0.40 0.18-0.38 0.25-0.45 0.20-0.36
912 ~ 916 0.22-0.45 0.22-0.45 0.22-0.45 0.28-0.48 0.24-0.45
216~ 520 0.25-0.50 0.25-0.50 0.25-0.50 0.32-0.52 0.28-0.48
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