6 MpoTexHonornm

DOpe3epoBaHuMe

LlenbHble TBEpaocnnaBHble dpesbl

CDpe3b| CO CMe@HHbIMU MTaCTUHaMM

PROTECHNOLOG.RU




B 68 im & D & B FR #t Carbide End Mill Identification System: -+ - r v oosusessssiniiiiiiinicices
RIBEIREE « T EIRISE
¥ HE % HE BB K
7038 9@ uw 3t D RSIR
IRER IR M ut 8% D |SIR
BER@RK DRIIK
AAEARERTEORSIT
tBE=SARMinit IRsIx

O J)F F square Type Series

S-EMM 2000 -+ -+
S-EMML 2000-00-- -
EMM 2000 -+ =«x=sssr-eee--
EMM 2000L «:=--eeeieoeeee-
EMM 3000 - ===
EMM 4000 - +-+-==== ===+
EMML 4000 -+ <-sneeeeer--
EMM 2000TOQ «:==:++-=:-
€D EPM 20000 ----evvoeee
GMM 4000 --=--emmeeeemeee
MU-EMM 4000 =+
MU-GMM 4000 -+~
MUH-GMM 4000
MUH-IMM 4000 -+~
€ MUH-IGM 4000 -+
€ MUH-IEM 4000 -+
MUH-IPM 3000L- -+
MUH-IPM 4000+
MUH-FPM 4000

B09
B10—B11
B12—B13
B14—B17
B18
B19—B20
B21
B22
B23—-B24
B25—B26
B27
B28—B31
B32
B33
B34—B35
B36
B37
B38
B39

Specification Icon Guide

ProCEsSIng JGOM GUIdE -+ +o-+-seerssesseermsessimsesens s e s spnssappansties
Recoommend CUthing TSt -+« xeeereesimriiir i e
For Square Type Carbide End Mill Series Index

For Ball Nose Type Carbide End Mill Series Index:----------c-oooveeiieeionenn
For Corner Radius Type Carbide End Mill Series Index: «----------coovveeiae
For Chamfer Type Carbide End Mill Series Index -------.oooeeeineiiiniiienn
For Aluminym Type Carbide End Mill Series Index - --omoooemvevimiinnne

O J)FF square Type Series

@ LUH-IMM 4000 -+~
GMM 6000+ -m-eeveeve-
FM-CMM 4000 ----------
RM-CMM 4000 -+

B40—B41
B42
B43
B43

OTREE J) 3R Ball Nose Type Series

S-EMB 2000+ xweeeee
EMB 2000-00 -+ «-=-ex--
EMB 200002+ - eeeeeeee
EMB 2000 ----e-screceceeereeas
@DMB 0000 e i e e

¢DDPB 2000 -

B44
B45—B46
B47
B48—B49
B50—B51

DEPB 2000 ++vevevresreenes
EDEPB 4000 v
EMB 4000 ceseemsassacerremasaen

B52
B53
B54

DMR 2000-00-00L2 -

PH-FMR 4000

PH-FPR 4000

B02
BO3
B04
~ B05—B06
BO7
BO7
BO8
B08

QB 27)FA5 Corner Radius Type Series
e (B
DMR 2000 = =eeeeee
DMR 4000.....
"""" B60
SRR

B56 —B57
B58 —B59

O &R J) 325 Chamfer Type Series

DR-DMC 2000+

B62

© 83 )3 5! Aluminum Type Series

GMA 2000 =w+rereeererees
GMA 3000w =en
HMA 2000 ---:oeveeeeees
HMA 3000 -
MU2-GMA 3000 -~
MU2-HMA 3000
MU3-JMA 3000 -+

B64
B65
B66
B67
B68

BO1
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Carbide End Mill Identification System

4]

=]
Helix Angle

Y {2 Feature

#3% Sign | # Y Feature

S

&\ Micro Diameter

MU
MU2
MU3
MUH
KUH

PH
LUH

[Ei# Rounded Land

[Eli& 2 B#1% Rounded Land Double Edge

[Eli& 3 B4 Rounded Land Triple Edge
EiBFF5H & Rounded Land Irregular Pitch

BB %45 RIS T B Round Land Unequal Split

For Cast Iron Processing

22 Unequal Division Unequal
FEDEEFEB Heli)l(:I Non-Round Lan
Round Land Unequal Split For

E8 AR EHES&EEI] Turning And Milling Center
Carpld;g End Mill

ERIEFEE 120" Position Drill 120°
R H4PEA80° Position Drill 80°
TEREHE60" Position Drill 60°
EREPEE" Position Drill 90°

EI@IEMT4EM Rounded Land Roughing
ER/P I Rounded Land Medium Roughing

ElE 8N L% Rounded Land Finishing Roughing

¥EINT¥A8E Fine Pitch & Finishing Roughing
thhlT#A% Fine Pitch & Medium Roughing

$2hN T #A%E Fine Pitch & Roughing

)R Dove-ail Grave
SRR Double-edge Dove-tail Groove

45°VEINBR2#87] Chamfer Cutter 45°
60°VANBEFET] Chamfer Cutter 60°

B02

| CARBIDE END MILL $&8fii % /) — $SsMiR#x I8 150

L 2 000 XXX

—

A )
Long Flute(or Neck)
HIEE
Cutting Diameter
PA IRIE A Helix Angle #M'E Grade
Sign Grade
A 0 || E E300
C 25° G G300
D 30° H H300
R ... M M500
B 35 || w  wsoo
F 35°/38° P P550
G 45° o F35% Application
5| R FAERRAEA
H 55 Sign | Application
B 127/ 157 | T S |
- B  %:gE Ball Nose
I % R
o ol L Corner Radius
K 38/ 49 C @& Chamfer
L 30/ar|[ A &mD,
B E b Other
RO RM Radius ex : R02=R0.2mm

TOO  $#E7EM Tapered ex : T005=0.5

L1 4§ DEE Special Flute Length

ﬁﬁﬂﬁ Special Angle
ex : X40.45=1REZ18T]) T F40°
XOOoaoao W45 The angle of dove tail mill

is 40°, chamfering is 45°

C : 50mm H : 100mm
BH2R
D: M : 150
Eieenen O : 60mm mm
E1: 75mm R : 200mm
DX W B WIBPEAS Special Shank Dia

ex : D6=6mm




Sl Icon

MEEERBA

Ex8A Explanation

B rEwa s

E#& Icon

E#BA Explanation

Micro Grain Carbide MR CGrade
E300 M500
|‘| |‘| G300 W500
SE212%
Cobalt Cor:tent 12% iﬁl 5!:" H300 P550
TRIMMRE <55
Hardness of workpiece <55
RIMMBE <60
Hardness of workpiece <60
RiErmE
TR LN A HERE <65° Helix Angle

Hardness of workpiece<65°

AITin 2 AlTin Coating

WEKERE TiSin Coating

4= Icon

MIERER

%88 Explanation

E#& lcon

il Explanation

B Icon

#tEd Explanation

HAIRL y R &l
Right Angle = rﬁi%ﬁiﬁli]n 9 @ R Corner
Drilling Side Milling
1
BEH.EIA fHEmT
Chamfer Of Chamfer Eg*%
Rounding Hole Processing <
BHAE EANLT AEEA
Right Angle Position Side
Slotted Processing Chamfering
PEAE gk HEEHA
Full Slot Side Milling Back Chamfering
R TE S IV 48
Angular Plunge R Cgrﬁﬁ;’l{llin Side V Groove
Grinding 9 Processing
i RABE
Surface Milling R Corner Slotced

HRBERIEFA - NI ERISE —CARBIDE END MILL $5#fi%si70 |

B03



B04

2 cHair 500 7=

¥ 5 Bk B HE 18 3%

O%—¥RE First recommend

Recoommend Cutting List Ot Second recommend
HEFASEEREE Suit Filed Suggestion
ZEMEME | g L3 Sl
Coating High Light Cutting Roughing
Material  |pracision Cutting
cheslledlen 0 —
| = él
i
MUH-IGM © ©6 O 0 © ©)
MUH-IEM © @ © O © (@)
MUH-FPM O 0 6 O © (0]
MUH-IMM © 0 © O ©
MUH-IPM © © ® O © ©
ETEE
Fleak Ccoating MUH-GMM © 0 O 0 ©
(PVD) MU-GMM © © O © ©
MU-EMM O © O O ©
EMM © © O ©0 ©
EPM © © O © ©
GMM © @ O © ©
==k DMR ©O © O © ©
Corner Radius
Coating PH-EME SRSy © ©
(PVD) PH-FPR O © © O © (@)
Hugj2E =RE © © O
Ball Nose DMB
Type Coating © O 6 O ©
) EPB
DR-DMC © © O ©6 © O O
anER
it DC-DMC © © 0 ©© OO0
D2zl CC-AMC © @0 0 OO0
(PVD)
CR-AMC © © O © © O O
Ak TZE
Roughing Cutter] FM-CMM © © O 0 ©
C(gi’,'gf RM-CMM © © O 6 ©
SRS T] GMA O ©o
(FREE) HMA O O
Aluminum
Carbide MU2-GMA O o
End Mill MU2-HMA O o
Without Coating MU3-JMA O o

| CARBIDE END MILL $53iiit37%t /) — MEHEIERR



For Square Type Carbide End Mill Series Index

EmTZIR Item Style

S-EMM 2000

1REIE# Shank (mm) ‘

FBEER Description

i HjE Page

B09

S-EMML 2000-00

= _-

@4

uoJ (e JE Eas T

B10—-Bl11

EMM 2000

210
12
216

220

EMM2000L1

310
312

CRHAOP

B14—B17

EMM 3000

B18

EMM 4000

210
12
716

220

CPe®OT

B19-B20

EMML 4000

MWL

210
212
216

220

CPAODD

B21

EMM 2000700

212
J16

oY (& Y& T E Lo Juse

B22

@erm 2000L1

10
12

QRBHOHO

B23—-B24

GMM 4000

210
312
316

220
225

el (e T E s Joer

B25—-B26

MU-EMM 4000

210
12
316

220

B27

MU-GMM 4000

Wi

210
012
216

220

e Ji TE T s T

B28—-B31

MUH-GMM 4000

210
912
216

220

B32

MUH-IMM 4000

912
916
220

o [ JELEIEE T

B33

@ Mur-ieM 4000

10
12

iM% I3RS |7 — CARBIDE END MILL 58i#s5 70 |

B05



B06

(@ MUH-IEM 4000 " (6 (42 TrsinJ I 513
@4 210 :
%6 012 C@EADBAY s
_ g6 @12
MUH-IPM 4000 o8 216 (6] OO s
o6 @12
MUH-FPM 4000 o8 010 (1 A s
o6
2 00800 mwm
GMM 6000 §§ %% 025 O® (45 Janin ] :7P)
26 912
FM-CMM 4000 28 016 () SO B3
@6 @12
RM-GMM 4000 28 16 (Mo SHL B

| CARBIDE END MILL $&ifiit$7] — /@ ilsn RS 1%



For Ball Nose Type Carbide End Mill Series Index

EGETZR Item Style REIE# Shank (mm) ‘ BMBEER Description ’ Ri& Page
S-Eva 200 — CPADDS bu
EMB 2000-00 o e 5 & Ba5-B46
EMB 2000L2 o8 O DT B
M 2000 2 o QDO DD sis-po
@ omB 2000 §§ 012 D @ (=) (%) QD Y B50-851
Goes 200 x o2  OPDDOO s
ero 00 % oz QBDDDOD saz-b
Gers aono % oz ODODDD| e
2 11~ 000000 =

N WELIES

For Corner Radius Type Carbide End Mill Series Index

EmTeiR Item Style ETEf® DCON(mm) ‘ RAZEHE Description ’ BHi§ Page

@4 @10

DMR 2000-00-00L2 — gg 312 B55

@4 @310

%% Q@O ODD|mssss

@4 @10

DMR 4000 B— 00 012 (G & € Bss—Bs9

DMR 2000

24 @10
26 @12 B60
@8

24 310
g6 @12
pa B61

PH-FMR 4000

PH-FPR 4000

RREREIRINER )RS 1R ~ BERMiNIRTS| — CARBIDE END MILL 8wt 0D | BO7



For Chamfer Type Carbide End Mill Series Index

BT ltem Style FREE® Shank (mm) ‘ SSEME Descripon | F4i Page
3 6 12
DR-DMC 2000 ———4 gg g?o 5;8 (Mo ) (30 Jatin B62
DC-DMC 2000 §§ ggo gig O®=»HPY B62
cc-amc = " 000 563
crawe (— §§0 * o002 R63

For Aluminum Type Carbide End Mill Series Index

1)

1
)
J
=
5
I}
.

GMA 2000 - w— O (i) (45 B64

24 @10 @20

GMA 3000 26 @12 (MG ) (45 B65

28 @16
g4 @10 @20

HMA 2000 @6 @12 (i (55) B66

28 916
24 @10 @20

HMA 3000 26 o12 (va Y [ Y EAY 55 B67

28 @16
24 @310 @20

MU2-GMA 3000 26 ©12 (e Y [ Y BN Y45) B68

28 @16
24 @10

MU2-HMA 3000 26 212 OODDD B69

@4 @10 @20

MU3-JMA 3000 . o6 912 (M) (50 B70

| J8 @16




@cﬂain@’ coreton g toos
1SEMM 2000 Q@A OD DL

UM 2 SR ILEE D
Micro Diameter 2 Flute Carbide End Mill

LF
S-EMM2002 ° 0.2 0.4 4 50
S-EMM2003 ° 0.3 0.6 4 50
S-EMM2004 ° 0.4 0.8 4 50
S-EMM2005 ° 0.5 1 4 50
S-EMM2006 ° 0.6 12 4 50
S-EMM2007 o 07 1.4 4 50 |
S-EMM2008 o 0.8 16 4 50
S-EMM2009 ° 0.9 1.8 4 50 |
| S-<EMM 2000,%?[“}7]%&@ B Slotted i Side

The Cutting Data For S-EMM 2000 Series

th&&E Depth (D : JJf&F.D)
WNTATE : 0 - 7 - 55 D 3e=0.1DC

Material : Steel - Stainless steel ~ Iron cast

ap<0.5DC | lap=1 SDC

EE (mm) Shank 4
3% n (min) 4800
I8 | mimsiotied 135
R
= ﬁ §;8 Side 475

S-EMM 2000 —CARBIDE END MILL $§#Riw$%70 | B0O9



@Ellain@ﬁatﬂﬁma
I S-EMML 2000-00 @ @ 35 o

REKEY] 2 DIKMITERT)
Long Neck Short Flute 2 Flutes Carbide End Mill
DC

S %m

APMX-—| "

S-EMML2004L204 [ ] 0.4 0.6 4 4 50
S-EMML2005L202 [ ] 0.5 0.7 4 2 50
S-EMML2005L204 L 0.5 0.7 4 4 50
S-EMML2005L206 L 0.5 0.7 4 6 50
S-EMML2006L.202 L 0.6 0.9 4 2 50
S-EMML20061.204 L 0.6 0.9 4 4 50
S-EMML2006L206 L 0.6 0.9 4 6 50
S-EMML2006L.208 L 0.6 0.9 4 8 50
S-EMML2008L203 L 0.8 1.2 4 3 50
S-EMML2008L204 L 08 1.2 4 4 50
S-EMML2008L206 L 0.8 1.2 4 6 50
S-EMML2008L208 [ 0.8 1.2 4 8 50
S-EMML2008L210 [ 0.8 1.2 4 10 50
S-EMML2010L204 [ 1 1.5 4 4 50
S-EMML2010L206 [ 1 1.5 4 6 50
S-EMML2010L208 [ 1 1.5 4 8 50
S-EMML2010L210 [ 1 1.5 4 10 50
S-EMML2010L212 L 1 1.5 4 12 50
S-EMML2015L204 L 1.5 23 4 4 50
S-EMML2015L206 L 1.5 23 4 6 50
S-EMML2015L208 L 1.5 23 4 8 50
S-EMML2015L210 L 1.5 2.3 4 10 50
S-EMML2015L212 L 1.5 2.3 4 12 50

X B FE - % Continued on next page.

B10 | CARBIDE END MILL $5§fiis%./0— S-EMML 2000-00



@cﬂain® ccrertont oikirg fods

S-EMML2020L208 [ ] 3 4 8 50
S-EMML2020L210 [ 3 4 0 50
S-EMML2020L212 [ ] 3 4 12 50
S-EMML2020L214 [ ] 3 4 14 50
S-EMML2020L216 [ 3 4 16 50
S-EMML2030L208 [ ] 4.5 4 8 50
S-EMML2030L210 [ 4.5 4 10 50
S-EMML2030L212 { 4.5 4 12 50
S-EMML2030L214 J 4.5 4 14 50
S-EMML2030L216 o 4.5 4 16 50
S-EMML2030L220 L 4.5 4 20 50
| S-EMML 2000251 V)i 28 PR Slotted

The Cutting Data For SSEMML 2000 Series

t1;#8 Depth (D : JJ48F.D)
WINTHME : 8 TR - 584

Material : Steel - Stainless steel » Iron cast

E1& (mm) Shank 4
#35% n (min) 4800
g % B3t Slotted 135
R
2 5 FI52 Side 475

ap<0.5DC

- -—

DC

S-EMML 2000L00 — CARBIDE END MILL $&8fi#w8%70 |

B11



B12

&

2 Y)ESRTIERT)
2 Flutes Carbide End Mill

®

t

)

JAR=

1 EMM 2000 RSP

EMM2015 ) 1.5 3.75 4 50
EMM2020 ) 2 5 4 50
EMM2020D6 ) 2 5 6 50
EMM2025 ) 2.5 6.25 4 50
EMM2025D6 ) 2.5 12.5 6 50
EMM2030 [ 3 7.5 4 50
EMM2030D6 ) 3 75 6 50
EMM2035 ) 3.5 8.75 4 50
EMM2035D6 ) 3.5 8.75 6 50
EMM2036 ) 36 9 4 50
EMM2038 ) 3.8 9.5 4 50
EMM2040 [ ) 4 10 4 50
EMM2040D6 ) 4 10 6 50
EMM2040E 1 o 4 10 4 75
EMM2045 e 4.5 11.25 6 50
EMM2047 e 4.7 11.75 6 50
EMM2050 o 5 12.5 6 50
EMM2050E 1 () 5 12.5 6 75
EMM2050H e 5 12.5 6 100
EMM2055 L 5.5 13.75 6 50
EMM2057 o 5.7 14.25 6 50
EMM2060 e 6 15 6 50
EMM2060E 1 o 6 15 6 75
EMM2060H o 6 15 6 100
% F@#% FE X Continued on next page.

| CARBIDE END MILL $5§fii%#1: /) — EMM 2000



@C’Haﬂf’ ccerioo st ode

tIHIE® YIRE

E RTS8 Madel No

DC APMX

EMM2064 @ 6.4 16 8 60
EMM2068 ° 6.8 12,17 8 60
EMM2070 ° 7 175 8 60
EMM2071 ° 7.1 17.75 8 60
EMM2073 ° %) 18.25 8 60
EMM2075 ° 75 18.75 8 60
EMM2080 ° 8 20 8 60
EMM2080E1 ° 8 20 8 75
EMM2080H ° 8 20 8 100
EMM2080M ° 8 20 8 150
EMM2090 ° 9 225 10 75
EMM2100 ° 10 25 10 75
EMM2100H ° 10 25 10 100
EMM2100M ° 10 25 10 150

e EMM2110 ° 11 275 12 75
EMM2120 ° 12 30 12 75
EMM2120H ° 12 30 12 100
EMM2120M ° 12 30 12 150
EMM2140 ° 14 35 16 100
EMM2160 ° 16 48 16 100
EMM2160M ° 16 48 16 150
EMM2160R ° 16 48 16 200
EMM2200 ° 20 50 20 100
EMM2200M ° 20 50 20 150
EMM2200R ° 20 50 20 200

KIRE Depth (D : JJEF.D)
' i?(xﬁngDggﬁﬂN‘%di%%%ies Lﬁzﬂgﬁg EStei? : g:aﬁis;ffel + Iron cast
E@mmishank | 4 | 6 | 8 | 10 | 12 | 16 | 20 | "B Sllkd B S
aps0.5DC ap=1.5DC
®%n(min) | 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 950 l [

it bC ‘2es0.1DC]|

o5 BIM Siotted | 135 | 120 | 120 | 120 | 120 | 135 | 135

SB | mmsice | 475 | 325 | 375 | 375 | 275 | 200 | 165

EMM 2000 —CARBIDE END MILL $&iisi0 | B13



B14

&

1 EMM 2000L

2 ) 3 ENRBMIISKT
2 Flutes With Triple Flute Length Carbide End Mill

®

e Ipa=!

0, Z LTy

New Specitication Arrival

=

7Y (S9) (2

EMM2011L1033 o 1.1 3.3 4 50
EMM2012L1036 o 1.2 3.6 4 50
EMM2013L1039 [ 1.3 3.9 4 50
EMM2014L1042 1.4 4.2 4 50
EMM2015L1045 [ 1.5 45 4 50
EMM2016L1048 ([ 1.6 4.8 4 50
EMMZ2017L1051 o 1.7 5.1 4 50
EMM2018L1054 1.8 5.4 4 50
EMM2019L1057 [ 1.9 5.7 4 50
EMM2020L106 2 6 4 50
EMM2020L106D6 2 6 6 50
EMM2021L1063 2.1 6.3 4 50
EMM2022L.1066 22 6.6 4 50
EMM2023L1069 o 23 6.9 4 50
EMM2024L1072 o 24 7.2 4 50
EMM2025L1075 [ J 2.5 7.5 4 50
EMM2026L.1078 [ 26 7.8 4 50
EMM2027L1081 [ J 27 8.1 4 50
EMM2028L1084 28 84 4 50
EMM2029L1087 29 8.7 4 50
EMM2030L109 3 9 4 50
EMM2030L109D6 (] 3 9 6 60
EMM2031L1093 o 3.1 9.3 4 50
EMM2032L.1096 o 3.2 9.6 4 50
EMM2033L1099 o 33 9.9 4 S0
EMM20341.1102 ([ 3.4 10.2 4 50
X FEETFHE X Continued on next page.

| CARBIDE END MILL $5§fii%s%./)— EMM 2000



EM

®
@c Hai Echaintool cutting tools £ 7

SQUARE

YIRE

LTS Model No

APMX

EMM2035L1105 e 3.5 10.5 4 80
EMM20361L1108 [ ] 3.6 10.8 4 50
EMM2037L1111 o 3.7 11.1 4 50
EMM2038L1114 [ 3.8 1.4 4 50
EMM2039L1117 o 319 1.7 4 50
EMM2040L112 [ 4 12 4 50
EMM2040L112D6 [ ] 4 12 6 50
EMM2041L1123 [ 4.1 12.3 6 50
EMM2042L1126 [ ] 4.2 12.6 6 50
EMM2043L1129 [ 4.3 12.9 6 50
EMM20441L1132 [ 4.4 13.2 6 50
EMM2045L1135 [ 4.5 13.6 6 50
EMM2046L112D6 o 4.6 12 6 50
EMM2046L1138 L 4.6 13.8 6 50
@ EMM2047L1141 [ ] 4.7 14.1 6 50
EMM2048L1144 [ J 4.8 14.4 6 50
EMM2049L.1147 [ 4.9 14.7 6 50
EMM2050L115 [ 5 15 6 50
EMM2051L1153 o 5.1 15.3 6 50
EMM2052L1156 [ ] 5.2 15.6 6 50
EMM2053L1159 [ 5.3 15.9 6 50
EMM2054L1162 [ J 5.4 16.2 6 50
EMM2055L1165 [ 5.5 16.5 6 50
EMM2056L1168 [ ] 5.6 16.8 6 50
EMM2057L1171 [ 5.7 171 6 50
EMM2058L1174 [ ] 58 17.4 6 50
EMM2059L1177 [ 5.9 17.7 6 50
EMM2060L118 [ ] 6 18 6 50
EMM2061L1183 [ ] 6.1 18.3 8 60
EMM2062L1186 [ ] 6.2 18.6 8 60
EMM2063L1189 [ ] 6.3 18.9 6 60
EMM2064L1192 [ 6.4 19.2 8 60

X EB#FHE: X Continued on next page.

EMM 2000L1—CARBIDE END MILL £§#8i#e%70 | B15



B16

EMM2066L1198 o 6.6 19.8 8 60
EMM2067L1201 [ ] 6.7 20.1 8 60
EMM2068L1204 o 6.8 204 8 60
EMM2069L1207 o 6.9 20.7 8 60
EMM2070L121 o 7 21 8 60
EMM2071L1213 o 7.1 21.3 8 60
EMM2072L1216 o 7.2 21.6 8 60
EMM2073L1219 o 7.3 21.9 8 60
EMM2074L1222 o 74 22.2 8 60
EMM20751L.1225 o 7.5 225 8 60
EMM2076L1228 [ 7.6 22.8 8 60
EMM20771L1231 o 7.7 23.1 8 60
EMM2078L1234 [ 7.8 234 8 60
EMM2079L1237 o 7.9 23.7 8 60
EMM2080L124 [ ] 8 24 8 60
EMM2081L1243 [ 8.1 24.3 10 75
EMM2082L1246 o 8.2 24.6 10 75
EMM2083L1249 8.3 24.9 10 75
EMM2084L1252 8.4 25.2 10 75
EMM2085L1255 8.5 25.5 10 75
EMM2086L1258 8.6 258 10 75
EMM2087L1261 8.7 26.1 10 75
EMM2088L 1264 8.8 26.4 10 75
EMM2089L1267 8.9 26.7 10 75
EMM2090L127 9 27 10 75
EMM2091L1273 9.1 27.3 10 75
EMM2092L.1276 9.2 27.6 10 75
EMM2093L1279 9.3 27.9 10 75
EMM2094L1282 94 28.2 10 75
EMM2095L.1285 9.5 28.5 10 75
EMM2096L1288 9.6 28.8 10 75
X & TH - X Continued on next page.

| CARBIDE END MILL $5§fii#$%7) — EMM 2000



§ﬂ|§g% Model No

@cﬂaﬂf S

@i Price
EMM2097L1291 97 291 10 75
EMM2098L1294 9.8 294 10 75
EMM2099L1297 9.9 29.7 10 75
EMM2100L130 10 30 10 75
EMM2101L1303 10.1 30.3 12 73
EMM2102L1306 10.2 30.6 12 75
EMM2103L1309 10.3 30.9 12 75
EMM2104L1312 10.4 31.2 12 75
EMM2105L1315 10.5 31.5 12 75
EMM2106L1318 10.6 31.8 12 75
EMM2107L1321 10.7 321 12 75
EMM2108L1324 10.8 324 12 75
EMM2109L1327 10.9 32.7 12 75
EMM2110L133 " 33 12 75
EMM2111L1333 11.1 33.3 12 75
EMM2112L1336 1.2 33.6 12 75
EMM2113L1339 11.3 33.9 12 75
EMM2114L1342 1.4 34.2 12 75
EMM2115L1345 11.5 34.5 12 75
EMM2116L1348 1.6 34.8 12 75
EMM2117L1351 1".7 351 12 75
EMM2118L1354 1.8 354 12 75
EMM2119L1357 1.9 35.7 12 75
EMM2120L136 12 36 12 75
| EMM 2000L1 %5 )52 308 Slored W Side

The Cutting Data For EMML 2000L1 Series aps0.50C I Iap=1_5Dc

thiRE Depth (D : JJfBF.D)

WINTHE : # - TRM - 5354 DC 5e<0,1DC|

Material : Steel » Stainless steel ~ Iron cast

B{E (mm) Shank 4 6 8 10 12 16 20
B n (min) 4800 3100 2300 1900 1600 1200 950
g E #348 Slotted 135 120 120 120 120 135 135
% \% Al Side 475 325 375 375 275 200 165

EMM 2000L1—CARBIDE END MILL §5iffi#E% /) |

EMM
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HE| 8

18MM 3000 (FZEITA Q@@

&

3 IEMITHET])
3 Flutes Carbide End Mill .
DCON
EMM3055L1165 ° 5.5 16.5 6 50
EMM3060 ° 6 15 6 50
EMM3080 ° 8 20 8 60
EMM3100 ° 10 25 10 75
©  emmatooL130 o 10 30 10 75
I EMM 3000331451 2 8 B4 Slotted M Side
The Cutting Data For EMM 3000 Series 2p<0.50C ] l ap=15DC
{i%#& Depth (D : JJ{RF.D) :
BNTAE : M FEH - 568 5 " 360.150]
Material : Steel + Stainless steel + Iron cast
B8 (mm) Shank 5 5.5 6 8 10
83 n (min) 3800 3500 3100 2300 1900
38 | mmsioted 230 230 240 240 240
3 %
2 \% B3 Side 650 650 650 750 750

| CARBIDE END MILL $5§fii%s%./)— EMM 3000




@c ”ain® Echaintool cutting tools
| EMM 4000 ORHDSP

4 SIS
4 Flutes Carbide End Mill

EMM4010 ° 1 25 4 50
EMM4010D6 ° 1 25 6 50
EMM4015 ® 15 3.75 4 50
EMM4015D6 ° 15 3.75 6 50
EMM4020 ° 2 5 4 50
EMM4020D6 ° 2 5 6 50
EMM4025 ° 25 6.25 4 50
S EMM4025D6 o 2.5 6.25 6 50
EMM4030 o 3 75 4 50
EMMA4030E 1 o 3 75 4 75
EMM4030D6 ° 3 75 6 50
EMM4035 © 3.5 8.75 4 50
EMM4035D6 ° 35 8.75 6 50
EMM4040 ° 4 10 4 50
EMM4040D6 e 4 10 6 50
EMMA4040E 1 o 4 10 4 75
EMMA4040H o 4 10 4 100
EMM4045 o 45 11.25 6 50
EMM4050 ° 5 12.5 6 50
EMM4050E1 o 5 12.5 6 75
EMMA4050H o 5 12.5 6 100
EMMA4055 o 55 | 1375 6 50
EMM4060 o 6 15 6 50
EMMA406OE 1 o 6 15 6 75
EMM4060H ° 6 15 6 100

% ERfETFE . X Continued on next page.

EMM 4000 — CARBIDE END MILL g§iRimigx | B19
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B20

@cnain“’ﬁm 417 8

E T8¢ Model No s
APMX
e EMM4065 @ 65 | 1625 8 60
EMMA4070 ) 7 17.5 8 60
EMM4080 ) 8 20 8 60
@ EMMA4080E1 ) 8 20 8 75
EMM4080H ) 8 20 8 100
EMM4080M ) 8 20 8 150
EMM4100 () 10 25 10 75
EMM4100H ) 10 25 10 100
EMM4100M ) 10 25 10 150
] EMM4120 o 12 30 12 75
EMM4120H o 12 30 12 100
EMM4120M o 12 30 12 150
EMM4140 e 14 35 16 100
EMM4160 e 16 48 16 100
EMM4160M o 16 48 16 150
EMM4160R L 16 48 16 200
EMM4200 o 20 50 20 100
EMM4200M ® 20 50 20 150
EMM4200R o 20 50 20 200
| EMM 400025147 522 8 P48 Slored
The Cutting Data For EMM 4000 Series apS0.60C
{ig&E Depth (D : JJ{&F.D)
WINTAE : 80 - TR - 5558 DC
Material : Steel - Stainless steel - Iron cast
B (mm) Shank 4 6 8 10 12 16 20
88K n (min) 4800 3100 2300 1900 1600 1200 950
g E BE Slotted 270 240 240 240 240 270 270
%\% FliE Side 950 650 750 750 550 400 320

| CARBIDE END MILL $5§fii%s%/) — EMM 4000




@c ”ai g Echaintool cutting tools
1 v, 2000 FEFTD Q@B D OB

KR8 4 DIRMII$£TD
Long Flute 4 Flutes Carbide End Mill

EMM4040L120E1 [ 4 20 4 75
EMM4050L125E1 o 5 25 6 75
EMM4060L125E1 ) 6 25 6 75
EMM4060L 130H o 6 30 6 100
EMM4080L130E1 o 8 30 8 75
EMM4080L135H o 8 35 8 100
EMM4080L140M ® 8 40 8 150
EMM4100L130 o 10 30 10 75
EMM4100L140H o 10 40 10 100
@ EMM4100L145H o 10 45 10 100
EMM4100L150M o 10 50 10 150
EMM4120L136 o 12 36 12 75
EMM4120L145H o 12 45 12 100
EMM4120L150M o 12 50 12 150
EMM4130L139 (] 13 39 16 100
EMM4140L142 ([ 14 42 16 100
EMM4160L170M o 16 70 16 150
EMM4200L 180M ([ 20 80 20 150
| EMML 400035 t7] i 22 8 B8 Slotted 8 Side
The Cutting Data For EMML 4000 Series ap<0.6DC l Iap=1_SDC
4% & Depth (D : JJ{&F.D)
WINTATE : 3« TR SR8 “~bc 26<0.1DC|
Material : Steel + Stainless steel -+ Iron cast
B8 (mm) Shank 4 6 8 10 12 16 20
BE n (min) 4800 3100 2300 1900 1600 1200 950
gg RillSioted | 270 240 240 240 240 270 270
g—'ﬁ F38 Sice 950 650 750 750 550 400 320

EMML 4000 —CARBIDE END MILL £§88i#e% 70 |

B21
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1EMM 2000T00 Q@@ D DT

HE 2 JSEIMIL%T]

2 Flutes Tapered Carbied End Mill

EMM2025T030 2.5 8 4 50 3.34
EMM2040T030 e 4.0 15 4 50 5.57
EMM2060T030 L 6.0 18 6 50 7.89
EMM2080T030 L 8.0 25 8 60 10.62
EMM2100T030 e 10.0 35 10 75 13.67
| EMM 2000TO00% 3 t7)i%152 8 e Sioied #g Side
The Cutting Data For EMM 2000T00 Series ap<0.5DC | ap=1.5DC
tHRE Depth (D : JJZF.D)
HWINTAE : i - TR0 - $56 D 26<0.1DC]
Material : Steel - Stainless steel - Iron cast
EfE (mm) Shank 4 6 8 10 12 16
B&IE n (min) 4800 3100 2300 1900 1600 1200
3 % B81# Slotted 135 120 120 120 120 120
e
2 ﬁ 8 Side 475 325 375 375 275 275

| CARBIDE END MILL #5§fi%#%/)— EMM 2000T00




I gfﬂﬁﬂiﬁﬁ Special Coating for

Carbon Steel

' mwﬁ ﬁlﬁg Can Be Side Milling And Sloi

2B - MITILANERE - BENTRS - RANAERSS -
INSEFFERE o

The newest carbide end mills, unique blade structure design, reduce the

vibration generated during processing, improve toal life, enhance the
effect of remove chip.

WRIEM3S’ » RIFRHMEBIE o
Helix Angle 35°, TiSin Coating.

' ﬂ]ﬁljsg The Cutting Data

@cﬂai " ecrerten e ooe
EPM ZOOOL;%?I_I EPM 2000L series

23] 3B RBWMILERT)

2 Flutes With Triple Flute Length Carbide End Mill

FItE Slotted A3 Side
ap<0.5DC I [sp=1.5DC
= wnip 1[I\ijzjtliiaj‘ljﬁ\l:Io‘lsréﬁtzI“ﬁgfbon Steel
E#E (mm) Shank 4 6 8 10 12 16 20
¥85% n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 950
g % BEHl Slotted | 135 120 120 120 120 135 135
% 5“; flg@side | 475 | 325 375 375 275 | 200 165

W B MEmEse 00 o Pme  HAe
Side Milling  Angular Plunge Full Slot  Right Angle Slotted
Grinding

EPM 2000L1—CARBIDE END MILL g&iRi#igx |

B23
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1 EPM 2000L €T (D @ (B (&)

New Arrival
23] 3 ENRBMIISKT
2 Flutes With Triple Flute Length Carbide End Mill

EPM2010L103 1 3 4 50
EPM2020L106 2 6 4 50
EPM2020L106D6 2 6 6 50
EPM2030L109 3 9 4 50
EPM2030L109D6 3 9 6 50
EPM2040 [ J 4 10 4 50
EPM2040L 112 o 4 12 4 50
EPM2040L112D6 4 12 6 50
EPM2050L115 5 15 6 50
EPM2060E1 o 6 15 6 75
EPM2060L118 ® 6 18 6 50
EPM2070L121 7 21 8 60
EPM2080L124 o 8 24 8 60
EPM2080L124H [ } 8 24 8 100
EPM2090L 127 ) 9 27 10 75
EPM2100L130 10 30 10 75
EPM2100M [ 10 25 10 150
EPM2110L133 ® 11 33 12 75
EPM2120L136 12 36 12 75
o EPM2120L150M ® 12 50 12 150
BE#E Slotted i Side
t)i%& Depth (D : JJEF.D) ap<0.5DC ap=1.5DC
| BPM 2000LI RS MBR Stanmmn |e| |
Carbon Steel ee AERTme

E (mm) Shank 4 6 8 10 12 16 20

955 n (min) 4800 3100 2300 1900 1600 1200 950

g & | PO Shtied 135 120 120 120 120 135 135

g'. % i Side 475 325 375 375 275 200 165

B24 | CARBIDE END MILL $&§i#3%7])— EPM 2000L1
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1IcMM4000 Q@E®DDBHY

4 JIFE0IIERT)
4 Flutes Carbied End Mill

L e—
| ——————
LF
GMM4010L103 ° 1 3 4 50
GMM4015 ° 15 375 4 50
GMM4015L104 ° 15 4 4 50
GMM4020 ° 2 5 4 50
GMM4020L106 ° 2 6 4 50
GMM4025 ° 25 6.25 4 50
GMM4025L.107 ° 25 7 4 50
GMM4025L.1075 ° 25 75 4 50
GMM4030 ° 3 75 4 50
GMM4030L112D6 ° 3 12 6 50
GMM4030L18 ® 3 8 4 50
GMM4035 ° 35 8.75 4 50
GMM4040 ° 4 10 4 50
GMM4040L112 ° 4 12 4 50
GMM4045 ° 45 11.25 6 50
GMM4050 ° 5 125 6 50
GMM4050L115 ° 5 15 6 50
GMM4055 ° 55 13.75 6 50
GMM4060 ° 6 15 6 50
GMM4065 ° 6.5 16.25 8 60
GMM4070 ® 7 175 8 60
GMM4075 ° 75 18.75 8 60
GMM4080 ® 8 20 8 60

X SFETHE - % Continued on next page.

GMM 4000 — CARBIDE END MILL g§iRiigx 0 | B25
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@cuain%m 47 &

GMM4090 o 9 225 10 75
GMM4095 o iS5 23.75 10 75
GMM4100 [ 10 25 10 75
GMM4105 [ 10.5 26.25 12 75
GMM4110 [ 1 275 12 75
GMM4115 [ 11.5 28.75 12 75
GMM4120 o 12 30 12 75
GMM4130 L 13 32.5 16 100
GMM4140 [ ] 14 35 16 100
GMM4150 L 15 37.5 16 100
GMM4160 o 16 48 16 100
GMM4170 o 17 425 20 100
GMM4180 o 18 45 20 100
GMM4190 o 19 47.5 20 100
GMM4200 o 20 50 20 100
GMM4220 o 22 55 25 100
GMM4250 o 25 62.5 25 100
I GMM 4000 ,_ﬁﬂ ﬁﬂﬁUﬁUé}%l B34 Slotted fIE Side
The Cutting Data For GMM 4000 Series ap<0.50C I |ap=1.5DC
tNiF8 Depth (D : J)4EF.D)
1EINTHE - 8 - TN - 8558 S T 3es0.1DC|
Material : Steel - Stainless steel - Iron cast
E1% (mm) Shank 4 6 8 10 12 16 20
R n (min) 4800 3100 2300 1900 1600 1200 950
El % BMESIted | 270 240 240 240 240 270 270
g’ﬁ fli% Side 950 650 750 750 550 400 320

| CARBIDE END MILL $5§fii#$%7) — GMM 4C00




I MU-EMM 4000 @ 35 Javin

BiE 4 TR0

4 Flutes Rounded Land Carbide End Mill

4

—— TDCON

®
@ E ”ai Echaintool cutting tools

I

MU-EMM4030L109D6 ° 3 9 6 50
MU-EMMA4030D6 ° 3 7.5 6 50 |
MU-EMM4040 ° 4 10 4 50 |
MU-EMM4040D6 PY 4 10 6 50 |
MU-EMM4040L.112 PY 4 12 4 50 |
MU-EMMA4040L 11206 ° 4 12 6 50
MU-EMM4050 ° 5 12.5 6 50
MU-EMM4050L 115 ° 5 15 6 50 |
MU-EMM4060 ° 6 15 B 50
MU-EMM4060L118 'Y 6 18 B 50 |
MU-EMM4060E1 ° 6 15 6 75
MU-EMM4070 ° 7 17.5 8 60 |
MU-EMMA4070L121 ° 7 21 8 60
MU-EMM4080 o 8 20 8 60 |
MU-EMMA4080L124 ° 8 24 8 60
MU-EMM4090 ° 9 225 10 75|
MU-EMMA4080L127 ° 9 27 10 75
MU-EMM4100 ° 10 25 10 75|
MU-EMM4100L130 ° 10 30 10 75
MU-EMM4120 ° 12 30 12 75 |
MU-EMM4120L136 ° 12 36 12 75
MU-EMM4140 ° 14 35 16 100 |
MU-EMM4160 ° 16 48 16 100 |
MU-EMM4160L160M ° 16 60 16 150 |
MU-EMM4200 ° 20 50 20 100

| MU-EMM 4000RSVUIIBH o o . S 2

Material : Stee| + Stainless steel + |ran cast
E®mmShank | 4 | 6 | 8 |10 |12 | 16 | 20 | 25
#@En (min) | 4800 |3100 (2300 (1900 |1600 [1200 | 950 | 800 | B3 Slotted & Side
’gg s?g:t'e L | 270 | 240 | 240 | 240 | 240 | 270 | 270 | 230 ap<0.5DC lqm.snc
22 | gEside | 950 | 650 | 750 | 750 | 550 | 400 | 320 | 320 oc as<0.10C

MU-EMM 4000 — CARBIDE END MILL §iRiwgx 0 |

B27
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@El‘lain@mm 417 8

1MU-GMM 4000 Q@D B

Bi% 4 YJiR#LIFE]
4 Flutes Rounded Land Carbide End Mill

MU-GMM4030 [ 3 7.5 4 50
MU-GMM4030L109 o 3 9 4 50
MU-GMM4030D6 [ 3 7.5 6 50
MU-GMM4031L1093 [ 3:1 93 4 50
MU-GMM4032L1096 [ 3.2 9.6 4 50
MU-GMM4033L 1099 [ 3.3 9.9 4 50
MU-GMM4034L.1102 [ 3.4 10.2 4 50
MU-GMM4035L.1105 [ 3.5 10.5 4 50
MU-GMM4036L.1108 { 3.6 10.8 4 50
MU-GMM4037L1111 [ 3.7 111 4 50
MU-GMM4038L1114 { 3.8 11.4 4 50
MU-GMM4039L1117 [ 3.9 1.7 4 50
MU-GMM4040 [ 4 10 4 50
MU-GMM4040D6 o 4 10 6 50
MU-GMM4040L112 [ 4 12 4 50
MU-GMM4040L112D6  J 4 12 6 50
MU-GMM4041L1123 [ 4.1 12.3 6 50
MU-GMM40421 1126 [ 4.2 12.6 6 50
MU-GMM4043L 1129 [ 4.3 12.9 6 50
MU-GMM4044L.1132 [ 4.4 13.2 6 50
MU-GMM4045L1135 [ 4.5 13.5 6 50
MU-GMM40461.1138 [ 4.6 13.8 6 50
MU-GMM4047L1141 L A7 14.1 6 50
% /ETFHE - x Continued on next page.

| CARBIDE END MILL #£5§fii##%/)—MU-GMM 4000



@cﬂaﬂf et ousrg wos

MU-GMM4049L1147 L 4.9 14.7 6 50
MU-GMM4050 L 5 12.5 6 50
MU-GMM4050L115 o 5} 15 6 50
MU-GMM4050L 120H () 5 20 6 100
MU-GMM4051L1153 o 51 15.3 6 50
MU-GMM4052L1156 () 5.2 15.6 6 50
MU-GMM4053L 1159 o B 15.9 6 50
MU-GMM4054L1162 [ ] 5.4 16.2 6 50
MU-GMM4055 o 515 13.75 6 50
MU-GMM40551.1165 () 5.5 16.5 6 50
MU-GMM4056L.1168 [ ] 5.6 16.8 6 50
MU-GMM4057L.1171 () 5.7 17.1 6 50
MU-GMM4058L 1174 L 5.8 17.4 6 50
MU-GMM4059L1177 L 59 17.7 6 50
MU-GMM4060 [ 6 15 6 50
MU-GMM4060L 118 [ 6 18 6 50
MU-GMM4060E 1 [ 6 15 6 75
MU-GMM4061L 1183 [ 6.1 18.3 8 60
MU-GMM4062L 1186 [ 6.2 18.6 8 60
MU-GMM4063L 1189 [ 6.3 18.9 8 60
MU-GMM4064L.1191 o 6.4 19.1 8 60
MU-GMM4064L1192 o 6.4 19.2 8 60
MU-GMM4065 o 6.5 16.25 8 60
MU-GMM4065L.1195 [ 6.5 19.5 8 60
MU-GMM4066L1198 [ 6.6 19.8 8 60
MU-GMM4067L1201 [ 6.7 20.1 8 60
MU-GMM4068L 1204 o 6.8 204 8 60
X S3EETH - % Continued on next page.

MU-GMM 4000 — CARBIDE END MILL §5iffi#Ex /) |
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@L'Hain%m 4 7) &

MU-GMM4070 L 7 17.5 8 60
MU-GMM4070L121 [ 7 21.0 8 60
MU-GMM4071L1213 o 71 213 8 60
MU-GMM4072L1216 [ ) 7.2 21.6 8 60
MU-GMM4073L1219 o 7.3 21.9 8 60
MU-GMM4074L1222 [ ) 7.4 22.2 8 60
MU-GMM4075 [ ] 7.5 18.75 8 60
MU-GMM4075L1225 ([ ) 7.5 225 8 60
MU-GMM4076L.1228 [ 7.6 22.8 8 60
MU-GMM4077L1231 ([ 7.7 231 8 60
MU-GMM4078L1234 [ 7.8 234 8 60
MU-GMM4079L1237 o 7.9 23.7 8 60
MU-GMM4080 L 8 20 8 60
MU-GMM4080E1 [ 8 20 8 75
MU-GMM4080H [ 8 20 8 100
MU-GMM4080M [ 8 20 8 150
MU-GMM4080L 124 [ 8 24 8 60
MU-GMM4081L1243 [ 8.1 243 10 75
MU-GMM4082L1246 [ 8.2 24.6 10 75
MU-GMM4083L 1249 [ 8.3 249 10 75
MU-GMM4084L.1252 o 8.4 252 10 75
MU-GMM4085L 1255 [ 8.5 255 10 1/
MU-GMM4086L1258 o 8.6 258 10 75
MU-GMM4087L1261 L 8.7 26.1 10 75
MU-GMM4088L 1264 L 8.8 26.4 10 75
MU-GMM4089L1267 o 8.9 26.7 10 75
MU-GMM4090 [ 9 225 10 75
X B FHE - % Continued on next page.
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®
@cﬂain S—— GMM

SQUARE

ESE%% Model No

&#& Price
MU-GMM4090L.127 o 9 27 10 75
MU-GMM4091L1273 ® 9.1 27.3 10 75
MU-GMM4092L.1276 o 9.2 27.6 10 75
MU-GMM4093L1279 ® 9.3 279 10 75
MU-GMM4094L.130 e 9.4 30 10 75
MU-GMM4094L.1282 ® 9.4 28.2 10 75
MU-GMM4095L.1285 () 9.5 285 10 75
MU-GMM4096L.1288 () 9.6 28.8 10 75
MU-GMM4097L.1291 o 9.7 29.1 10 75
MU-GMM4098L1294 [ ) 9.8 29.4 10 75
MU-GMM4099L.1297 o 9.9 29.7 10 75
MU-GMM4100 () 10 25 10 75
MU-GMM4100H ] 10 25 10 100
MU-GMM4100L130 [ 10 30 10 75
MU-GMM4100L130H o 10 30 10 100
MU-GMM4110 o 1 275 12 75
MU-GMM4120 L 12 30 12 75
MU-GMM4120L.136 ® 12 36 12 75
MU-GMM4120H ® 12 30 12 100
MU-GMM4120L155H [ ) 12 55 12 100
MU-GMM4140 L 14 35 16 100
MU-GMM4160 ® 16 48 16 100
MU-GMM4160M L 16 48 16 150
MU-GMM4200 o 20 50 20 100

- 5 thiRE Depth (D : JJ7EF.D)
I MU G,MM 4000731511 ’?%ﬁ WINTME : 8 TR - 538
The Cutting Data For MU-GMM 4000 Series  Material : Steel - Stainless steel ~ Iron cast

BE@mShank | 4 | 6 | 8 | 10 | 12 | 16 | 20 | g BUR Side

88 n (min) | 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 950 o~ I [apﬂ_sm
gi Wi Sioted 270 | 240 | 240 | 240 | 240 | 270 | 270 - s
SE | migside | 950 | 650 | 750 | 750 | 550 | 400 | 320

MU-GMM 4000 — CARBIDE END MILL §&iffi#s0 | B31
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| MUH-GMM 4000 @ ‘B

AF5HE 4 SIS
4 Flutes Unequal Division Carbide End Mill

MUH-GMM4060 [ 6 15 6 50
MUH-GMM4070 o 7 17.5 8 60
MUH-GMM4080 ® 8 20 8 60
MUH-GMM4080L124 ® 8 24 8 60
MUH-GMM4100 [ 10 25 10 75
MUH-GMM4100L130 [ 10 30 10 75
MUH-GMM4100H [ 10 25 10 100
MUH-GMM4120 o 12 30 12 75
MUH-GMM4120L.136 o 12 36 12 75
MUH-GMM4160 [ 16 48 16 100
MUH-GMM4200 ® 20 50 20 100
| MUH-GMM 4000255128 BA#E Slotted flliE Side

The Cutting Data For MUH-GMM 4000 Series aps0.50C I [ap=1.5DC

t)ZR& Depth (D : JEF.D)

WANIATE - 38 - T - S5k oo 2e<0,1DC|

Material : Steel - Stainless steel - Iron cast

E#8 (mm) Shank 4 6 8 10 12 16 20
852 n (min) 6000 4000 2900 2400 1900 1500 1200
g % [R4E Slotted 420 420 420 420 420 420 420
g; \% EIi8 Side 1100 800 850 750 500 480 400

B32 | CARBIDE END MILL #£5§fi%#%/)— MUH-GMM 4000
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@ E Hai Echaintool cutting tools

1! MUH-IMM 4000 (FZZ303 Q@D DY @@@

REDEIREFIRNE 4 DM IZEED
4 Flutes Unequal Spiral & Unequal Division Carbide End Mill 'N1
FEE

FL R Ay AZ

Unequal Spiral Unequal Division
DC
AP A2° JBZ 1°7= B2’

@  MuH-IMM4040 ° 4 10 4 50
MUH-IMM4040L 112D6 o 4 12 6 50
MUH-IMM4060 o 6 15 6 50
MUH-IMM4060L 118 O 6 18 6 50
MUH-IMM4070L 121 o 7 21 8 60

©  mMuHIMMa07OL130E o 7 30 8 75
MUH-IMM4080 ) 8 20 8 60
MUH-IMM4080L 124 [ 8 24 8 60
MUH-IMM4100 ) 10 25 10 75
MUH-IMM4100L130 ) 10 30 10 75
MUH-IMM4120 ) 12 30 12 75

@ MUH-IMM4120H o 12 30 12 100
MUH-IMM4120L136 ) 12 36 12 75
MUH-IMM4120L145H o 12 45 12 100
MUH-IMM4120L155H ) 12 55 12 100
MUH-IMM4140 ® 14 35 16 100
MUH-IMM4150 ) 15 375 16 100
MUH-IMM4160 ® 16 48 16 100

@ MUH-IMM4180 ) 18 45 20 100
MUH-IMM4200 o 20 50 20 100

) MUH-IMM 4000331 )13 8 AR Storted B Sice

The Cutting Data For MUH-IMM 4000 Series aps0.5DC I ap=1.6DC
t;#E Depth (D : JJ&FD)
WO : 8 Tkl - 58 ~8c 3550.15¢]
Material : Steel - Stainless steel ~ Iron cast
Ef8 (mm) Shank 4 6 8 10 12 16 20

#83% n (min) 6000 4000 2900 2400 1900 1500 1200
35 | mmsone | 420 420 420 420 420 420 420
%\% {3132 Side 1100 800 950 750 500 480 400

MUH-IMM 4000 — CARBIDE END MILL §§3fiEex 0 | B33



MUH-IGM 4000 - MUH-IEM 4000 # 7%l series
EiSAFRBIAEIR0E 4 J)ESHIIsk )

Round land Unequal Spiral Unequal Division 4 Flutes Carbide End Mill

| EFRHE - RELHE

New With High Abrasion Resistance series

ST LS®EE HRC 55~65° High ductility material HRC55~65

FEAAUANTEERMIARY - FERESR RSN TARSE - e o Ron
Unequal division to improve seismic resistance of high-speed feed machining. Grinding Slotted

Unequal helix angle to improve high tree processing resistance to chipping.

ANFAREARKREATHEE - MBHT)ERE - ES7INKHRTETBER - AN ERE%T] RiETRMKRKNTH
I - AAIRERERBNN IRENERIRS -

The cutting edge adopts the division angle and the spiral angle are not equal, change the feed per blade, make the milling
waveform of each edge no longer the same It can effectively reduce and avoid the vibration pattern generated during side
milling, conducive to high quality machining surfaces and improved tool life.

455 U BSiEEE  AIRBSRMTINSBER - AL THELROEN -
Special U-shaped groove design makes the commissioner with excellent chip removal effect during the plunge milling
process reduce workpiece generation port burrs,

' mﬁu&g BA1® Slotted 32 Side

The Cutting Data

BHTHME : 8 THN /& - S8 - BN

2ps0.50C I ]ap-h&DC Material : Steel » Stainless steel ~ Iron Cast

ﬁ Alloy Steel + Carbon Steel
DC ae<0.1D

EE (mm) Shank 4 6 8 10 12 16 20

8= n (min) 6000 | 4000 | 2900 | 2400 | 1900 | 1500 | 1200

'§ % FEfE Slotted | 420 420 420 420 420 420 420
3\% fiEside | 1100 | 800 | 950 | 750 | 500 | 480 | 400
Al Al
MUH-IGM 4000 MUH-IEM 4000
A2
fEFA*4ES Processing on iSFE#EE Processing on
&% Al S8 Wl files
Alloy Stee Stainless Steel Alloy Stee
SRS %ER
Special Coating for
1 i
Unequal helix angle
Are = A2
BRiEAEE42° /45 RFt
Unequal division Helix Angle 42°/45° Unequal division

B1° = B2° I N B1° 7= B2°



I

N\

FEE

Unequal Division

B1°5£= B2°

@ MuH-Icm4040 4 10 4 50
@ wmuricmaosoL112 4 12 4 50
@ MuH-Icm4060 6 15 6 50
@ MuH-iGM4060L118 6 18 6 50
@  MuH-Icm4080 8 20 8 60
@ wmur-icmaosoL124 8 24 8 60
@ wmuH-lcm4100 10 25 10 75
® wmuH-em4100L130 10 30 10 75
@ wmuHlem4120 12 30 12 75
® wmuH-ema120L136 12 36 12 75
| MUH-IGM 40005 t7) &1 22 8 PR Slotied R Side
The Cuiting Data For MUH-IGM 4000 Series ap<0.50C ap=1.6DC
tDiFRE Depth (D : J){€F.D)
WINTHE : 8 T - 556 T F=r
Material : Steel - Stainless steel ~ Iron cast :
4 (mm) Shank 4 6 8 10 12 16 20
W30 (min) 6000 | 4000 | 2900 | 2400 | 1900 | 1500 | 1200
SE | m#sotes | 420 420 420 420 420 420 420
IR
SE | masie | 1100 800 950 750 500 480 400

MUH-4GM 4000 — CARBIDE END MILL £§#Ri#e% 0 | B35



@cuain“’am 417 8

1 MUH-IEM 4000 (FZF D D@ @ DB D

BEAFLEIREFIRNE 4 DERIMILATD
Round land Unequal Spiral Unequal Division 4 Flutes Carbide End Mill

F =B _heE o ani
Unequal Spiral

A= A2

L8
Unequal Division

B1°F= B2’

@  MUH-EM4040 ° 4 10 4 50
@  MUH-EM4040L112 o 4 12 4 50
@  MUH-EM4060 ° 6 15 6 50
@ MuH-IEM4060L118 o 6 18 6 50
@  MuH-EM4080 o 8 20 8 60
@  MUH-EM4080L124 O 8 24 8 60
@  MUH-EM4100 10 25 10 75
© MUHIEM4100L130 10 30 10 75
@  MuH-EM4120 12 30 12 75
@ MUH-EM4120L136 12 36 12 75
| MUH-IEM 4000331 t7) 5122 8 BRHE Sloued B2 Side
Tfle Cutting Data Fgr MUH-IEM 4000 Series CS05DC I |ap=1 5DC
= o
Material : Alloy Steel « Carbon Steel :
B4 (mm) Shank 4 6 8 10 12 16 20
W32 1 (min) 6000 | 4000 | 2900 | 2400 | 1900 | 1500 | 1200
g E P Sloted | 420 420 420 420 420 420 420
B mmsie 1100 800 950 750 500 480 400

B36 | CARBIDE END MILL #5§fiis% /0 — MUH-IEM 4000



REDEIRFIRIE 3 DRI
3 Flutes Unequal Spiral & Unequal Division Carbide End Mill

®
@ c ”ai Echaintodl cutting tools

| MUH-IPM 3000L1 @ @@ L B D @@

FERIE
Unequal Spiral

A1°

A20

%438l Unequal Division
B1°= B2 = B3°

MUH-IPM3040L112D6 4 12 6 50
MUH-IPM3050L115 5 15 6 50
MUH-IPM3060L118 6 18 6 50
MUH-IPM3080L 124 8 24 8 60
MUH-IPM3100L130 10 30 10 75
MUH-IPM3120L 136 12 36 12 75
MUH-IPM3160L148 16 48 16 100
| MUH-IPM 3000L1 3 5452 & BB Sioued fug side
The Cutting Data For MUH-IPM 3000LI Series <0500 I |ap=1_5m
t)i®*E Depth (D : JJ{&F.D)
WINTME : 528 « BN ==pC 2e=0.1DC|
Material : Alloy Steel « Carbon Steel
EfE (mm) Shank 4 6 8 10 12 16 20
BHIR n (min) 6000 4000 2900 2400 1900 1500 1200
5 E B4 Slotted 360 360 300 300 280 230 230
3 &
SE | mEsice 540 480 480 480 400 400 400
\1

MUH-IPM 3000L1—CARBIDE END MILL £§#Ri%gx 0 |
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@cuain FERLH A

| MUH-IPM 4000 (¥Z:
AFREVRSEIRIE 4 TD3RMIIERTD

pecliication Arrival

4 Flutes Unequal Spiral & Unequal Division Carbide End Mill
A1°

AZ°

FEURE
Unequal Spiral DC

A= AZ°

AEDE

Unequal Division

B1°= B2

@ MuH-IPM4040DE o 4 10 6 50
@ muH-PMaos0 o) 5 12.5 6 50
MUH-IPM4060 e 6 15 6 50
MUH-IPM4060L 118 ° 6 18 6 50
MUH-IPM4080 ° 8 20 8 60
MUH-IPM4080L 124 ° 8 24 8 60
MUH-IPM4030 ° 9 225 10 75
MUH-IPM4100 ° 10 25 10 75
MUH-IPM4100L130 ° 10 30 10 75
MUH-IPM4120 ° 12 30 12 75
MUH-IPM4120L136 ° 12 36 12 75
© muH-PM4160 ° 16 48 16 100
MUH-IPM4160L170M o 16 70 16 150
MUH-IPM4200 o 20 50 20 100
MUH-IPM4200L160M ° 20 60 20 150
MUH-IPM4200L 170M o 20 70 20 150
MUH-IPM4200L180M o 20 80 20 150
I MUH-IPM 4000 %5 4] i) 22 8 BB Slowed e Side
T[?e :utting Dﬂh.ﬂ F?r MUH-IPM 4000 Series aps0.5DC I Iap:1 5DC
YiEE Depth (D : J)EF.D)
BITHE : 22N - N — —
Material : Alloy Steel + Carbon Steel
E{® (mm) Shank 4 6 8 10 12 16 20
#83Z n (min) 6000 | 4000 | 2900 | 2400 1900 1500 1200
g £ | pmsotes | 480 350 350 300 300 300 300
5\% {il38 Side 720 640 580 580 580 480 400

| CARBIDE END MILL #5§fii%#%/0 — MUH-IPM 4000




Round Land Unequal Spiral & Uenqual Division 4 Flutes Carbide End Mill
FERE

Unequal Division
B1° = B2°

@  MUH-FPM4020L108 o 2 6 4 50
@  MuH-FPM4030L109 o 3 9 4 50
@  MuH-FPM4040L112 ° 4 12 4 50
@  MUH-FPM4050L115 ° 5 15 6 50
MUH-FPM4060 o 6 15 6 50
@  MUH-FPM4060L118 ° 6 18 6 50
MUH-FPM4080 o 8 20 8 60
@  MuH-FPM40s0L124 ° 8 24 8 60
MUH-FPM4100 ° 10 25 10 75
@  MuH-FPM4t00L130 ° 10 30 10 75
MUH-FPM4120 ° 12 30 12 75
@  MuH-FPM4120L136 o 12 36 12 75
MUH-FPM4160 16 48 16 100
MUH-FPM4200 | 20 50 20 100
| MUH-FPM 40005 1] 512# B Sioved W sid
The Cutting Data For MUH-FPM 4000 Series ap<0.5DC I lap:1 e
)8 Depth (D : }EF.D)

WINTHE - SR - R ==pnc 20<0.1DC
Material : Alloy Steel - Carbon Steel

E{® (mm) Shank 6 8 10 12 16 20
@2 n (min) 4000 2000 2400 1900 1500 1200

g Z% B Slotted 420 420 420 420 420 420
3§ £138 Side 800 950 750 500 480 400

MUH-FPM 4000 —CARBIDE END MILL £§8fi#%e%70 | B39



@CHBIH i g=aeI DAL=

LATH ES

LUH-IMM 4000 %%

LUH-IMM 4000 series

Unegual Spiral & Unequal Division Turning
And Milling Center carbide end mill Al

a2
Unequal helix angle
A1 = p2e
EFRME ﬁ ﬁ I

Pracessing an Cast Iron

Unequal division to improve seismic resistance of high-speed feed machining.

Unequal helix angle to improve high tree processing resistance to chipping.

(ARS8
Unequal-dmsrorr
ANFEAREIARRIEE T EE  NEHTIEGE - ERTINGENIETAE 7&32"
¥E - TEXEHEN S R RIETASRAINMIEEIRE - SRINES
AEENNITENEEIRSH -

The cutting edge adopts the division angle and the spiral angle are not
equal, change the feed per blade, make the milling waveform of each
edge no longer the same It can effectively reduce and avoid the
vibration pattern generated during side milling, conducive to high
quality machining surfaces and improved tool life.

YRIEAERA42° /45" S5t
Helix Angle 42"/45°

Special U-shaped groove design makes the commissioner with
excellent chip removal effect during the plunge milling process

reduce workpiece generation port burrs.

| BBy The Cutting Data

FEEES 2EE EARsE
Angular Plunge Full Slot  Right Angle Slotted

FAfE Slotted fHliE Side Grinding
aps0.5DC ] [ap=1.5DC
“oc sesoipc| TRINIME : R TR - SH5H
Material : Steel + Stainless steel + Iron cast
B8 (mm) Shank 6 8 10
§5% n (min) 4000 2900 2400
g E FIHE Sloted 420 420 420
SB | i side 800 950 750

B40 | CARBIDE END MILL #£5§fii%s%/)— LUH4MM 4000



SRR SRBINMER D

Turning and milling Center carbide end mill

EIREE
Unequal Spiral

AP = AZ°

New Arrival

Ive

®
@ c ”ai Echaintool cutting tools

CREOLHP

DI

AEIE
Unequal Division

B2° B1°# B2°

@  LuHIMm4080 8 8 8 40
@  LuHIMm4080D6 8 8 6 40
@  LuHIMm4a100D6 10 10 6 40
@  LuHimma120010 12 12 10 40
@  LuHmmateoD10 16 16 10 40
| LUH-IMM 4000%1,‘[]{2]%]%% BBFE Slotted i Side
The Cutting Data For LUH-IMM 4000 Series 050 I Ia,mDC
tEE Depth (D : JJBF.D)
BONTHE - @ TaMm - 50 oc =]
Material : Steel - Stainless steel ~ Iron cast
E1& (mm) Shank 6 8 10
832 n (min) 4000 2900 2400
3£ | mmste 420 420 420
3 i
SE | mmsie 800 950 750

LUH-IMM 4000 —CARBIDE END MILL g&§iRiigx 0 |
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@C’Hainﬁ’mm 417 R

16MM6000 D@EADHS

6 JSR#LLE T
6 Flutes Carbide End Mill _

DC

GMM6045
GMM6050
GMM6060
GMM6060L118
GMM6080
GMM6100
GMM6120
GMM6160
GMM6200

GMM6250

4.5 11.25
5 12.5
6 15
6 18
8 20
10 25
12 30
16 48
20 50
25 62.5

10

12

16

20

25

100

100

100

| CARBIDE END MILL #5§fi%#%/)— GMM 6000




FM-CMM

®
@E ”ai Echaintool cutting tods

SQUARE

1 FM-CMM 4000 Q@@ D B L (P FY

HEE 4 DESMESR T

4 Flutes Carbide Fine

Pitch & Finishing

End Mill i

LF
FM-CMM4080 ([ 8 20 8 60
FM-CMM4100 [ 10 25 10 75
FM-CMM4120 o 12 30 12 75
FM-CMM4120L136 o 12 36 12 75
FM-CMM4160 [ ) 16 48 16 100
| RM-CMM 4000

Y5 4 TERBERAEE D -

4 Flutes Carbide Fine | W

Pitch & Roughing  DC| Wl i | DcoN

Carbide End Mill '

APMX |
1 LF

RM-CMM4060 o 6 15 6 50
RM-CMM4080 (] 8 20 8 60
RM-CMM4100 [ 10 25 10 75
RM-CMM4120 o 12 30 12 75
RM-CMM4120L136 o 12 36 12 75
RM-CMM4160 L 16 48 16 100

| FM-CMM 4000 - RM-CMM 4000 ZHtD 50225 mm siowed B Side

The Cutting Data For FM-CMM 4000 - FM-CMM 4000 Series
WS Depth (D : JJ$BF.D) aps0.5DC ] 'ap-1.5oc
WNTHE - 8 T80 - 558
Material : Steel + Stainless steel - Iron cast DC 20<0.1DC
E{® (mm) Shank 6 8 10 12 16
#85E n (min) 3100 2300 1900 1600 1200

3E | msote 120 120 120 120 135

§ !

3 é & Side 325 375 375 275 200

FM-CMM 4000 ~ RM-CMM 4000 — CARBIDE END MILL £§#fi#2% 70 | B43



@C’Hainﬁ’mm 417 8

e, SEMB 2000 @ 35 Yo

FU)VEIREE 2 TJERIAIIER D
Micro Diameter Carbide 2 Flutes Ball Nose End Mill

S-EMB2004 [ 0.20
S-EMB2005 [ 0.256
S-EMB2006 L 0.30
S-EMB2007 o 0.35
S-EMB2008 o 0.40
S-EMB2009 o 0.45

04

0.5

0.6

0.7

0.8

0.9

0.8

1.2

1.4

1.6

1.8

50

50

50

50

50

50

I S-EMB 200025 1] 522 8%

The Cutting Data For S-EMB 2000 Series

t;FE Depth (R : FERadius)
WNTHE - - THiE - 88

Material : Steel + Stainless steel - Iron cast

B8 (mm) Shank 4
#53% n (min) 6400
SEXRRE Vf (mm/min) 235

B44 | CARBIDE END MILL $&§i#3%7)— S-EMB 2000




@l:lwain® cereton st tocs
1EMB 2000-00 @ @@ DD P

RERRRY)ZRER 2 TIIRMIIS%TD
For Aluminum Alloy 2 Flutes Roung:d Land Carbide End Mill
re J LF
EMB20041.204 () 0.2 04 0.32 4 0.37 4 50
EMB20051.202 () 0.25 0.5 0.4 4 0.46 2 50
EMB2005L.204 | o 0.25 0.5 0.4 4 0.46 4 50
EMB2005L206 o 0.25 0.5 0.4 4 0.46 6 50
EMB2006L.202 [ ] 0.3 0.6 0.48 4 0.56 2 50
EMB2006L204 [ ) 0.3 0.6 0.48 4 0.56 4 50
EMB2006L206 [ ] 0.3 0.6 0.48 4 0.56 6 50
EMB2006L208 o 0.3 0.6 0.48 4 0.56 8 50
EMB2008L203 L 0.4 0.8 0.64 4 0.76 3 50
EMB2008L204 [ 0.4 0.8 0.64 4 0.76 4 50
EMB2008L206 [ 0.4 0.8 0.64 4 0.76 6 50
EMB2008L208 [ 0.4 0.8 0.64 4 0.76 8 50
EMB2008L210 [ 04 0.8 0.64 4 0.76 10 50
EMB2010L204 L 0.5 1 0.8 4 0.95 4 50
EMB2010L206 L 0.5 1 0.8 4 0.95 6 50
EMB2010L208 e 0.5 1 0.8 4 0.95 8 50
EMB2010L210 L 0.5 1 0.8 4 0.95 10 50
EMB2010L212 L 0.5 1 0.8 4 0.95 12 50
EMB2015L204 ® 0.75 1.6 1.2 4 1.45 4 50
EMB2015L206 o 0.75 1.6 1.2 4 1.45 6 50
EMB2015L208 L 0.75 1.6 1.2 4 1.45 8 50
EMB2015L210 o 0.75 1.5 1.2 4 1.45 10 50
EMB2015L212 ® | 075 | 15 | 12 4 145 | 12 50

X B TFE - % Continued on next page.

EMB 2000-00 —CARBIDE END MILL $&§fimsk0 | B45



| @C’Haiﬂ@m@tﬂﬁma

EMB2020L208 ) 1 16 1.94 8 50
EMB2020L210 ) 1 1.6 1.94 10 50
EMB2020L212 ) 1 1.6 1.94 12 50
EMB2020L214 ) 1 1.6 1.94 14 50
EMB2020L216 e 1 1.6 1.94 16 50
EMB2030L208 ) 15 2.4 2.85 8 50
EMB2030L210 ) 15 2.4 2.85 10 50
EMB2030L212 ) 15 2.4 2.85 12 50
EMB2030L214 () 15 2.4 2.85 14 50
EMB2030L216 () 15 2.4 2.85 16 50
EMB2030L220 () 15 24 2.85 20 50
EMB2040L212 ) 2 3.2 3.8 12 50
EMB2040L214 ® 2 3.2 3.8 14 50
EMB2040L216 ® 2 3.2 3.8 16 50
EMB2040L220 ® 2 3.2 3.8 20 50
EMB2040L225 ® 2 3.2 3.8 25 50
1 EMB 2000-00 3% &7 52 8 Tap0.1R
The Cutting Data For EMB 2000-00 Series
H);EE Depth (R : #{&Radius) 2e=0.2R

WINTHE : #  THI - 58

Material : Stee| + Stainless steel » Iron cast

Bf® (mm) Shank 4
85I n (min) 6400
SEFSRE Vi (mm/min) 235

B46 | CARBIDE END MILL $5§fi#$%7) — S<EMB 2000-00




@ L ”ain® Fehaintool Gutting t00s
1EMB2000.2 Q@® D DD

REA%REA 2 DESMLISETD
Long Neck Short Flute 2 Flutes Ball Nose Carbide End Mill
——=1 & voon
————
i LF -
EMB2060L220 6 50
EMB2060L235HD8 [ 3 6 6 8 35 100
EMB2060L240MD8 o & 6 6 8 40 150
=
A
Bevel

I EMB 2000L2 2% 1) 528

The Cutting Data For EMB 200012 Series

0iFE Depth (R : F{ERadius)
WINTAHE - i - TH - 58

Material : Steel » Stainless steel ~ Iron cast

B8 (mm) Shank 6 8
853 n (min) 4300 3200
EFRRE VI (mm/min) 245 275

EMB 2000L2 —CARBIDE END MILL $&iRiw$%t70 | B47
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1 e 2000 (FEZTED Q@O0

IKEA 2 YIaRsAIsE ]
2 Flutes Ball Nose Carbide End Mill

ESEREE Model No

EMB2010 ® 0.5 1 2 4 50
EMB2015 [ 0.75 1.5 3 4 50
EMB2015D6 ° 0.75 1.5 3 6 50
@ Eems2015E1D6 o 0.75 15 3 6 75
EMB2020 o 1 2 4 4 50
EMB2020D6 [ 1 2 4 6 50
@ EMB2020E1D6 ° 1 2 4 6 75
EMB2025 o 1.25 2.5 5 4 50
EMB2025D6 o 1.25 2.5 5 6 50
EMB2030 ° 1.5 3 6 4 50
EMB2030D6 o 1.5 3 6 6 50
@ EMB2030E1D6 o 1.5 3 6 6 75
EMB2032 [ 1.6 32 6.4 4 50
EMB2035 o 1.75 35 7 4 50
EMB2035D6 o 1.75 35 7 6 60
EMB2035E1 o 1.75 3.5 7 4 75
EMB2035E1D6 ° 1.75 35 7 6 75
EMB2040 ® 2 4 8 4 50
EMB2040D6 o 2 4 8 6 50
EMB2040E 1 o 2 4 8 4 75
EMB2040E1D6 o 2 4 8 6 75
EMB2040H ° 2 4 8 4 100
EMB2040HD6 o 2 4 8 6 100
EMB2042 ® 2.1 4.2 8.4 6 50
EMB2049 o 245 4.9 9.8 6 50
EMB2050 o 25 5 10 6 50
EMB2050E1 o 2.5 5 10 6 75

X F#/ETFHE - % Continued on next page.

B48 | CARBIDE END MILL $&§fi#35t7)— EMB 2000



EMB2060
EMB2060E1
EMB2060H
EMB2060M
EMB2065
EMB2069
EMB2080
EMB2080E1
EMB2080H
EMB2080M
EMB2080R
EMB2100
EMB2100H
EMB2100M
EMB2100R
EMB2120
EMB2120H
EMB2120M
EMB2120R
EMB2160
EMB2160M
EMB2160R
EMB2200
EMB2200M
EMB2200R

3.25

3.45

© 0 oo o o o o u»o ;o0 ;o1 ;0 A B B>~ B>

N
o

10
10

6.5
6.9

c o O O oo

10
10
10
10
12
12
12
12
16
16
16
20
20
20

4':}1:1%3'[11® ccrertont oiking fods

12
12
12
12
13

13.8
16
16
16
16
16
20
20
20
20
24
24
24
24
32
32
32
40
40
40

o © ©o ©0 o0 o o0 o o o o

N BRI N = o I o BTN o BT o S o e
O O O O OO O N DD N N O o o o

50
75
100
150
60
60
60
75
100
150
200
75
100
150
200
75
100
150
200
100
150
200
100
150
200

| EMB 200051 Y] H12: 8

HiZE Depth (R : 24{&Radius)
. . i« IR - R
The Cutting Data For EMB 2000 Series Material : Steel ~ Stainless steel

WINIME -

» Iron cast

E7E (mm) Shank 4 6 8 10 12 16 20
#5F n (min) 6400 | 4300 | 3200 | 2600 | 2200 | 1600 | 1300
EEASRE VF (mm/min) 235 245 275 275 255 230 205

EMB 2000 — CARBIDE END MILL $5§Ri%8%7] |
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DMB

Flel CHOIY =958
DMB 2000, DPB 2000 %7l

DMB 2000, DPB 2000 series

Ball Nose Carbide End Mill

' iﬁﬁnﬁu Latest Import Carbide Rod

HAZMEOES - I THEEHRCSSEMT -
Using the latest import carbide rod, it can process on hardness up to 55HRC.

FARROEWEL 5 - AEWEITIE L BESR -

Intemational tolerance standard h5, tolerance range control at p level accuracy.

| ﬂ'ﬁiﬂ% Using Round Flute

RAERS - KiERE T WRMERI S -

Using round flute improve the shock resistance and resistance to collapse. R T REM

3 P i illi
BEFLTMEY - RRTEREERMT - rofic ikng|  Soriace Wing st
By reducing cutting resistance to achieve high speed and feeding processing.

| mgﬁ > mmﬁ Improve The Shock Resistance And Resistance To Collapse

| e

The Cuiting Data
#MMTHE : 8 TR 58 - S S
Material : Steel + Stainless steel - Iron cast
Alloy Steel - Carbon Steel

E1B (mm) Shank 4 6 8 10 12 16 20

#93F n (min) 6400 | 4300 | 3200 | 2600 | 2200 1600 1300

Iﬁﬁﬁﬁ Vf (mm/min)| 235 245 275 275 255 230 205

DMB 2000 DPB 2000
SBABMEE Processing on TAAHIES Processing on
# ESEid C oA )
Steel Stainless Steel Alloy Stee
SRSHEE

Special Coating for

URIEA K30 faAt
Helix Angle 30°

B50



@ C'”ain® Echaintool Cutting tools
! DMB 2000 (v X6 Y T Y30 Yo nolas N

IXEA 2 TIaRsAISE ]
2 Flutes Ball Nose Carbide End Mill

|
@ DMB2030 ® 15 3 6 4 50
@  bwmB2040 ° 2 4 8 4 50
@  bwmB20s0 ® 2.5 5 10 6 50
@  pwmB2060 ° 3 6 12 6 50
@  DpwmB2080 o 4 8 16 8 60
@  pwms2090 o 4.5 9 18 10 75
@ owms2100 o 5 10 20 10 75
©® owms2120 o 6 12 2 12 75
(8 =

' DPB 2000 ] lq-Arriul @ ‘Sﬂ)) @ @

BROA 2 THRMIIEET]

2 Flutes Ball Naose Carbide End Mill
| DMB 2000 ~ DPB 2000 3 %1 £ i1 = %

The Cutting Data For DMB 2000 « DPB 2000 Series

;%% Depth (R : ¥{8Radius)

WINTHE : W THM - 158

Material : Steel + Stainless steel ~ Iron cast

B4 (mm) Shank 4 6 8 10 12 16 20
8% n (min) 6400 4300 3200 2600 2200 1600 1300
ELBRE VI (mm/min) 235 245 275 275 255 230 205

DMB 2000 —CARBIDE END MILL $&§i#%8t0 | B51
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EPB 2000, EPB 4000 %%

EPB 2000, EPB 4000 series

Ball Nose Carbide End Mill
l iﬁ&n&“ Latest Import Carbide Rod

ERZIMENSM - MTTHEEHRCSSEIT -
Using the latest import carbide rod, it can process on hardness up to 55HRC.

RABERLEREh 5 + AZEMEITHEIE 1 BIEE -
International tolerance standard h5, tolerance range control at p level accuracy.

[ Iﬁﬂﬂjm Using Round Flute

AR - KiERE T THEMFI R -
Using round flute improve the shock resistance and resistance to collapse.

3 e {hRUERHI BHEISEHI RS
EERLEIEN - BIRTSESESMT - Profile Milling ~ Surface Milling R Slot
By reducing cutting resistance to achieve high speed and feeding processing.

| mgﬁ A mmlﬁ Improve The Shock Resistance And Resistance To Collapse
| RIS s
The Cuiting Data

WA TME - SR - WA
Material : Alloy Steel - Carbon Steel

Ef8 (mm) Shank 4 6 8 10 12 16 20

3% n (min) 6400 | 4300 | 3200 | 2600 | 2200 1600 1300

Iﬁﬁiﬁg Vf (mm/min)| 235 245 275 275 255 230 205

EPB 2000 EPB 4000

EFANE W SN W

Processing on Carbon Steel Special Coating for

B52 | CARBIDE END MILL #5§fi%s8%/)—E B2



@cﬁain@ S o e [ A JAAE
| EPB 2000 @ @ |
3R 2 R8T — @

2 Flutes Ball Nose D I T el A o Ty )
Carbide End Mill

LDRE
APMX

EMAES Model No

@ ers2020 50
@ ers2030 o 15 3 6 4 50
@ ers2040 o 2 4 8 4 50
@ eprs20s0 25 5 10 6 50
@ eps2060 o 3 6 12 6 50
@ ers2060E1 o 3 6 12 6 75
@ Eeprs2080 o 4 8 16 8 60
@ eprs2100 o 5 10 20 10 75
@ EepB2100H o 5 10 20 10 100
@ Eeprs2100m o 5 10 20 10 150
@ eps2120 o 6 12 24 12 75
© Eeps2120L150M o 6 12 50 12 150
@ EerB2160 8 16 32 16 100
@ Ers2200 10 20 40 20 100
@ epsaoso 15 3 6 4 50
@  epreaoso . 2 4 4 50
©  Epsaoso 25 5 10 6 50
©  EpBaoso 3 6 12 6 50
@ epsaoso 4 8 16 8 60
@ eresa1oo 5 10 20 10 75
@ eprea120 6 12 24 12 75
@ epeateo 8 16 32 16 100
@&  epaxo 10 20 40 20 100

! EPB 2000 R {5 s2py  DRE Depth (R : %fERadius)

THE : 8% B Material : Aloy Steel - Carbon Steel
The Cutting Data For EPB 2000 Series _Tn 110 * &1 - Bl Material : Aloy Steel - Garbon Stes

BE18 (mm) Shank 4 6 8 10 12 16 20

W&n(min) | 6400 | 4300 | 3200 | 2600 | 2200 | 1600 | 1300
BEHRERE Vf (mm/min) 235 | 245 | 275 | 275 | 255 | 230 | 205

EPB 2000 - EPB 4000 — CARBIDE END MILL &8t |1 B53
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2 HHI TR

1 EMB 4000 (FZ77T9 Q@A D DS

BKOR 4 YDERBAIERD
4 Flutes Ball Nose Carbide End Mill

EMB4015 L 0.75 15 3 4 50
EMB4020 ® 1 2 4 4 50
EMB4030 o 15 3 6 4 50
EMB4035 [ 1.75 35 7 4 50
@ EemBao3sDe ° 1.75 3.5 7 6 50
EMB4040 [ 2 4 8 4 50
© emB4oss O 225 45 9 6 50
EMB4050 ° 25 5 10 6 50
EMB4060 [ 3 6 12 6 50
EMB4060E1 o 3 6 12 6 75
EMB4060H (] 3 6 12 6 100
EMB4080 [ 4 8 16 8 60
EMB4080E1 [ 4 8 16 8 75
EMB4080H [ 4 8 16 8 100
EMB4100 e 5 10 20 10 75
EMB4100H [ 5 10 20 10 100
EMB4100M o 5 10 20 10 150
EMB4120 [ 6 12 24 12 75
EMB4120H [ 6 12 24 12 100
EMB4120M ® 6 12 24 12 150
EMB4160 e 8 16 32 16 100
EMB4160M e 8 16 32 16 150
EMB4200 o 10 20 40 20 100

| EMB AOG0RSIUINIER  REi g

The Cutting Data For EMB 4000 Series  Material : Steel + Stainless steel ~ Iron cast
B (mm) Shank 4 6 8 10 12 16 20

&@853E n (min) 6400 | 4300 | 3200 | 2600 | 2200 | 1600 | 1300

SBITRE Vf (mm/min) 470 490 5560 550 510 450 410

B54 | CARBIDE END MILL $5§fiis%/) — EMB 4000
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I DMR 2000-00-00L2 @ (30 Yarir

BE 2 YJiR#ist)
2 Flutes Corner Radius Carbide End Mill

DMR2030R05L203 0.5 3 75 4 3 50 |
DMR2040R02L204 0.2 4 10 4 4 50
DMR2040R05L204 0.5 4 10 4 4 50
DMR2060R02L206 0.2 6 15 6 6 50
DMR2060R05L206 0.5 6 15 6 6 50
DMR2060R10L206 1 6 15 6 6 50
DMR2080R05L210 0.5 8 20 8 10 60
DMR2080R10L210 1 8 20 8 10 60
DMR2100R05L212 0.5 10 25 10 12 75
DMR2100R10L212 1 10 25 10 12 75
DMR2120R05L214 0.5 12 30 12 14 75 |
DMR2120R10L214 1 12 30 12 14 75

I DMR 2000-00-001.2 % 51 Y] {5152 & I

The Cutting Data For DMR 2000-00-00L2 Series Material : Steel - Stainless steel ~ Iron cast
&8 (mm) Shank 4 6 8 10 12
#831E n (min) 6400 4300 3200 2600 2200
HEARRE VF (mm/min) 260 280 285 270 270

DMR 2000-00-00L2 — CARBIDE END MILL $E#ii#5 70 | B55
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E=7)
CONER RADIUS

B56

B2 2 J###t )

|New Specitication Arrival

2 Flutes Corner Radius Carbide End Mill

afmin@ﬁﬁUJ‘ﬁUDé
| DMR 2000

CRAHODI

| CARBIDE END MILL #£5§fi%#%/)— DMR 2000

DMR2015R02 o 0.2 1.5 3.76 4 50
@ DMR2015R02E1D6 [ 0.2 1.5 3.75 6 75
DMR2020R02 [ 0.2 2 5 4 50
DMR2020R05 o 0.5 2 5 4 50
@DMRZOZOROSE‘IDG o 0.5 2 5 6 75
DMR2025R02 o 0.2 25 6.25 4 50
DMR2030R02 o 0.2 3 75 4 50
DMR2030R02E1 [ 0.2 3 75 4 75
DMR2030R05 o 0.5 3 75 4 50
DMR2030R05E1 e 0.5 3 75 4 75
DMR2030R10 o 1 3 75 4 50
DMR2030R10E1 o 1 3 75 4 75
DMR2040R02 o 0.2 4 10 4 50
DMR2040R02E1 o 0.2 4 10 4 75
DMR2040R02H o 0.2 4 10 4 100
DMR2040R05 e 0.5 4 10 4 50
DMR2040R05E1 o 0.5 4 10 4 75
DMR2040R05H o 0.5 4 10 4 100
DMR2040R10 ® 1 4 10 4 50
DMR2040R10E1 o 1 4 10 4 75
DMR2040R10H o 1 4 10 4 100
DMR2060R02 ® 0.2 6 15 6 50
DMR2060R02E 1 ® 0.2 6 15 6 75
X HIEFE - X Continued on next page.
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DMR2060R05 ) 0.5 6 15 6 50
DMR2060R05E 1 ) 0.5 6 15 6 75
DMR2060R05H ) 0.5 6 15 6 100
DMR2060R10 ) 1 6 15 6 50
DMR2060R10E1 ) 1 6 15 6 75
DMR2060R10H ) 1 6 15 6 100
DMR2080R05 ) 0.5 8 20 8 60
DMR2080R05E 1 ) 0.5 8 20 8 75
DMR2080R05H ) 0.5 8 20 8 100
DMR2080R10 () 1 8 20 8 60
DMR2080R10E1 ) 1 8 20 8 75
DMR2080R10H e 1 8 20 8 100
DMR2100R05 e 0.5 10 25 10 75
DMR2100R05H o 0.5 10 25 10 100
DMR2100R10 o 1 10 25 10 75
DMR2100R10H L 1 10 25 10 100
DMR2120R05 o 0.5 12 30 12 75
DMR2120R05H o 0.5 12 30 12 100
DMR2120R10 o 1 12 30 12 75
DMR2120R10H L 1 12 30 12 100
| DMR 200057 549111 8
The Cutting Data For DMR 2000 Series Material : Steel + Stainless steel » Iron cast
E1E (mm) Shank 4 6 8 10 12
% n (min) 6400 4300 3200 2600 2200
ERSEE Vf (mm/min) 260 280 285 270 270

DMR 2000 —CARBIDE END MILL §&iffi##x /) |
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E=7]
CONER RADIUS

B58

B2 4 s
4 Flutes Corner Radius
Carbide End Mill

DMR4010R02L.103

DMR4015R02

DMR4015R02L104

DMR4020R02

DMR4020R02L106

DMR4020R05

DMR4020R05L.106

DMR4025R02
DMR4030R02

DMR4030R02L106
DMR4030R02L108

DMR4030R02E1
DMR4030R05
DMR4030R05E1

DMR4030R10
DMR4030R10E1
DMR4030R10D6
DMR4040R02
DMR4040R02E1
DMR4040R02H
DMR4040R05
DMR4040R05E1

DMR4040R05H
DMR4040R10
DMR4040R10E1
DMR4040R10H

DMR4030R05E1D6
DMR4030R05L108

DMR4040R05E1D6

| DMR 4000 EL%izd:A=:3

@Cﬂaﬂf’m&itﬂ 47 8

o JE T TE a0

N N N N

b
)

A A A & H» B PP DA DAL L L OGO OO LW W

0.2
0.2
0.2
0.2
0.2
0.5
0.5
0.2
0.2
0.2
0.2
0.2
0.5
0.5
0.5
0.5

0.2
0.2
0.2
0.5
0.5
0.5
0.5

[ - < B )

6.25
7.5

7.5
7.5
7.5
7.5

7.5

7.5
7.5
10
10
10
10
10
10
10
10
10
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100
50
75
100
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ERTEE Model No

DMR4040R15
DMR4050R05
DMR4060R02
DMR4060R02E1
DMR4060R02H
DMR4060R05
DMR4060R0SE1
DMR4060R05H
DMR4060R10
DMR4060R10E1
DMR4060R10H
DMR4060R20
DMR4080R05
DMR4080RO5E1
DMR4080R05H
DMR4080R10
DMR4080R10E1
DMR4080R10H
DMR4080R15
DMR4100R05
DMR4100R05H
DMR4100R10
DMR4100R10H
DMR4100R15
DMR4100R20
DMR4120R05
DMR4120R05H
DMR4120R10
DMR4120R10H
DMR4120R15
DMR4120R20

0.5
0.5
0.5

1

1

1
1.5
0.5
0.5

1

1
1.5

2
0.5
0.5

1

1
1.5

2
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12
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®
@E Hain Echaintocl cutting toos

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

I DMR 40002545228 The Cutting Data For DMR 4000 Series

BE1& (mm) Shank 4 6 8 10 12
B n (min) 6400 4300 3200 2600 2200
EIGRE Vf

(mm/min) 520 560 570 540 540

t])iEE Depth (D : JJ#EF.D)

WINTLHE : 50 - T - 358

Material : Steel » Stainless steel »
Iron cast

DMR 4000 —CARBIDE END MILL §£iffi#Ex /) |
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| PH-FMR 4000 (REETSH @ DAY

REFERFZRIEE R 4 DIHFMIISKED
4 Flutes Unequal Spiral & Unequal Division Corner Radius Carbide End Mill
E A1° A2
FEIRE —
Unequal Spiral

A1°#A2”D

°
PH-FMR4040R10 o 1 4 10 4 50
PH-FMR4060R05 o 05 6 15 6 50
PH-FMR4060R10 ° 1 6 15 6 50
PH-FMR4080R05 ° 05 8 20 8 60
PH-FMR4080R10 ° 1 8 20 8 60
@ PH-FMR4080R30 ° 3 8 20 8 60
PH-FMR4100R05 05 10 25 10 75
PH-FMR4100R10 1 10 25 10 75
PH-FPR4100R10L130 ° 1 10 30 10 75
PH-FMR4120R05 05 12 30 12 75
PH-FMR4120R10 [ 1 12 30 12 75
@ PH-FMR4120R30 ° 3 12 30 12 75
= t)iFE Depth (D : F){¥F.D)
! fECExiigg?ﬁggﬁgﬁeﬁs :ﬂﬂ%ﬂ :gsge;’i Sfaﬁla:ss ffél » Iron cast
E{® (mm) Shank 4 6 8 10 12
®i% n (min) 6400 4300 3200 2600 2200
SERGRE VF (mm/min) 520 560 570 540 540

B60 | CARBIDE END MILL #£5§fi%#%/)— PH-FMR 4000




@c ”ain® Echaintocl cutting tools Bt ‘
' PH'FPR 4000 \New 9pecitication Arrival @ ‘@ @ @
AEFEFFRIEES 4 DRI

4 Flutes Unequal Spiral & Unequal Division Corner Radius Carbide End Mill
E A1°

Ungﬂzsﬁgiral bc | — Uneﬁ:l’gﬁsion
AMPFEA G, _ BrrFeBy
|
PH-FPR4040R10 ° 1 4 10 4 50 |
PH-FPR4060R05 05 6 15 6 50
PH-FPR4060R10 ° 1 6 15 6 50
PH-FPR4080R05 0.5 8 20 8 60
PH-FPR4080R10 [ ] 1 8 20 8 60 |
PH-FPR4100R05 05 10 25 10 75
PH-FPR4100R10 1 10 25 10 75
PH-FPR4100R10L130 o 1 10 30 10 75
@ PH-FPR4100R15 o 1.5 10 25 10 75
@& PH-FPR4100R20 o 2 10 25 10 75
@ PH-FPR4100R20L130 ° 2 10 30 10 75
PH-FPR4120R30L136 ° 3 12 36 12 75
PH-FPR4120R05 05 12 30 12 75
PH-FPR4120R10 ° 1 12 30 12 75
| PH-FPR 400025 Y) 51228 %ﬁ% MDépfh ﬁ(; jﬁg\]ﬁ;ﬁm
The Cutting Data For PH-FPR 4000 Series Material : Alloy Steel ~ Carbon Steel
E1® (mm) Shank 4 6 8 10 12
B2 n (min) 6400 4300 3200 2600 2200
AR VF (mm/min) 520 560 570 540 540

PH-FPR 4000—-CARBIDE END MILL §&i8i%st 0| B61



DR-DMC

— @ CHSWIY =978
| DR-DMC 2000 @ (30 ie

2 DRIRENE
2 Flutes Positioning Drill D

DR-DMC2040 [ ] 4 12 4 50
DR-DMC2050 [ 5 20 5 50
DR-DMC2060 [ 6 20 6 50
DR-DMC2080 o 8 25 8 60
DR-DMC2100 o 10 25 10 75
DR-DMC2120 [ 12 30 12 75
DR-DMC2160 o 16 35 16 100
DR-DMC2200 L 20 40 20 100
I DC-DMC 2000 i
2 JESEME T
2 Flutes Positioning Drill |

DC-DMC2040 o 4 12 4 50

DC-DMC2040E1 o 4 12 4 75

DC-DMC2050 o 5 20 5 50

DC-DMC2060 o 6 20 6 50

DC-DMC2080 [ ] 8 25 8 60

DC-DMC2100 o 10 25 10 75

DC-DMC2120 o 12 30 12 75

DC-DMC2160 o 16 35 16 100

DC-DMC2200 [ 20 40 20 100

I DR-DMC 2000 » DC DMC 200025 {2 py HIIHE & s st

Material : Steel + Stainless steel
The Cutting Data For DR-DMC 2000 - DC DMC 2000 Series Iron cast

E1& (mm) Shank 3 4 5 6 8 10 12 16 20
B83% n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 110
HERSSRE VT (mm/min) 300 220 180 150 120 90 80 60 45
EAEANT BEmT ABAMT EOMI HEEAMNL
Large hole chamfering Chamfering Hole Chamfering Paositioning processing Back Chamfering

= B o

B62 | CARBIDE END MILL #5§fii%#%/)— DR-DMC 2000 ~ DR-DMC 2000
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| CC-AMC §FZZ %3

VEYREAERIRT)
V-Type Chamfer Cutter DN
D
CC-AMC4060L1028D | @ 6 2.8 6 238 7 60 4
@ ccamcaosoL1ozs | @ 8 | 38 | 8 | 38 | 9 | 60 | 4
CC-AMC6080L1038 o 8 3.8 8 3.8 9 60 6
CC-AMC6100L1048 e 10 4.8 10 4.8 11 75 6
CC-AMC6120L1058 o 12 5.8 12 5.8 13 75 6
I CR-AMC @‘ . @ @ ﬁéﬁ % @
VEYRRIERSSET] — v L3
V-Type Chamfer Cutter
T | - T
‘ i
CR-AMC4060L1018D [ ) 6 1.8 6 2.7 6 60 4
CR-AMC6080L1024 (] 8 24 8 3.6 8 60 6
CR-AMC6100L1031 [ 10 3.1 10 4.5 10 75 6
CR-AMC6120L1037 L 12 3.7 12 5.4 12 75 6

I CC-AMC - CA-AMC RHY)i2B  wmrwvsE: &8 Foe s

The Cutting Data For CC-AMC, CA-AMC Series Material : Steel  Stainless steel » Iron cast

E® (mm) Shank 6 8 10 12
#3Z n (min) 3700 2800 2200 1900
IEASRE Vf (mm/min) 400 500 650 650
EAEAMT BIAINT WEEAMT HEEAMT fAIE V8T
Large hole chamfering Chamfering Side Chamfering Back Chamfering Side V Groove Processing

-

.
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$8A 2 EREYISAT]
For Aluminum Alloy 2 Flutes End Mill

ESEREE Model No

@cuain%ﬁm 417 8
16MA 2000 @ DD

GMA2060 6 18 6 50
GMA2080 8 24 8 60
GMA2100 10 30 10 75
I GMA 200027y RIS Slotted Mg Side
The Cutting Data For GMA 2000 Series ap<0.50C [ [elﬁ_wc
EIZE Depth (D : JBF.D) L
WINTHE - 43 “mc 2e<0.02-0.60C
Material : Aluminum
B (mm) Shank 6 8 10
883 n (min) 10500 8000 6400
’g‘ % RH#@ Slotted 900 1000 1100
3 iR
E) ﬁ {138 Side 1400 1600 1700

| CARBIDE END MILL #£5§fi%#%/)— GMA 2000



1 GMA 3000 O @ &

$8FE 3 DR ISR

For Aluminum Alloy 3 Flutes End Mill

<]

APMX

|
L

@L‘Haim oo g to0s

o ® oW O o O o o M b M DM DM DM DN

- N . N .
A N N N O O

20

8 & 8 8

-
(=]
o

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

YEE Depth (D : JJ{&F.D)
WANIAHME - 882 Material : Aluminum

BI#E Slotted

;= Side

aps0.5DC |

—

DC

GMA3015 o 15 45
GMA3020 o 2 6
GMA3025 o 2.5 75
GMA3030 o 3 9
GMA3030H o 3 9
GMA3040 o 4 12
GMA3040H o 4 12
GMA3040D6 o 4 12
GMA3050 o 5 15
GMA3050H o 5 15
GAM3060 o 6 18
GMA3060H o 6 18
GMA3080 o 8 24
GMA3080H o 8 24
GMA3080M o 8 24
GMA3100 o 10 30
GMA3100M o 10 30
GMA3120 o 12 36
GMA3120H s 12 36
GMA3120M o 12 36
GMA3160 e 16 48
GMA3200 o 20 60
I GMA 3000327 M2 8, The Cutting Data For GMA 3000 Series
E&mmsShank | 4 | 6 | 8 | 10 | 12 | 16 | 20
WiZn (min) | 15500 |10500 | 8000 | 6400 | 5400 |3900 | 3200
gg S8 | 800 | 900 | 1000 | 1100 | 950 | 950 | 900
2B | pmsice | 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

I ap=2.0DC

2650.02~0.5DC

GMA 3000 — CARBIDE END MILL $&§fissi70 |
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1 HMA 2000 D @

$8F8 2 JDSRM L%

B66

For Aluminum Alloy 2 Flutes End Mill

HMA2015
HMA2020
HMA2025
HMA2030
HMA2030E1
HMA2030H
HMA2040
HMA2040E1
HMA2040H
HMA2050
HMA2050E1
HMA2050H
HMA2060
HMA2060E1
HMA2060H
HMA2070
HMA2080
HMA2080E1
HMA2080H
HMA2080M
HMA2090
HMA2100
HMA2100H
HMA2100M
HMA2110
HMA2120
HMA2120H

N a
U'INO\

© ® 0 0 ®©® N o 6 & 0 i 01 A B b W W W

.
o O O

1"
12
12

4.5

7.5

9
12
12
12
15
15
15
18
18
18
21
24
24
24
24
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30
30
33
36
36

© 0 O ™ L O O O & o ¢ & A A b MBS MDD

= o I o
N N O ©o o o

12

& 888

75
100
50
75
100

75
100
50
75
100

75
100
150
75
75
100
150
75
75
100

I HMA 2000 R 5] 228 The Cutting Data For GMA 3000 Series

BEmmsSnak | 4 | 6 | 8 | 10 12 | 16 | 20
#8&n (min) | 15500 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
gg S8 | 800 | 900 | 1000 | 1100 | 950 | 950 | 900
%\% fIi% Side | 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

t)ixE Depth (D : JJfEF.D)
WINIAHME - 882 Material : Aluminum

BI#E Slotted

aps0.5DC

;= Side

|

—

DC

I ap=2.0DC

2650.02~0.5DC

| CARBIDE END MILL #5§fii#%./) — HMA 2000
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I HMA 3000 55

§8F 3 YRI5
For Aluminum Alloy 3 Flutes End Mill

HMA3010 () 1 3 4 50
HMA3015 () 1.5 45 4 50
HMA3020 () 2 6 4 50
HMA3025 ) 25 7.5 4 50
HMA3030 () 3 9 4 50
HMA3040 () 4 12 4 50
HMA3050 () 5 15 6 50
HMA3060 () 6 18 6 50
HMA3070 () 7 21 8 60
HMA3080 o 8 24 8 60
HMA3090 [ ) 9 27 10 75
HMA3100 [ 10 30 10 75
HMA3110 () 11 33 12 75
HMA3120 () 12 36 12 75
HMA3160 [ 16 48 16 100
HMA3200 o 20 50 20 100
I HMA 30003511 522 8 BB Slotted g side
The Cutting Data For HMA 3000 Series ap<0.50C | ap=2.00C
E);iE& Depth (D : JJEF.D)

TINTHE : £8 " Dbc ae<0.02~0.5DC
Material : Aluminum

I (mm) Shank 4 6 8 10 12 16 20
¥R n (min) 15500 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200

g % B Sioted | 800 900 1000 | 1100 950 950 900

S {iﬁ fiBSide | 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

HMA 3000 —CARBIDE END MILL $&fi#st0 | B67
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GMA CHGTY %9078

1 MU2-GMA 3000 Q@ ® B

88/ 3 DE3 2 MIRSRIMNTI#%T)
For Aluminum Alloy 3 Flutes Rounded Land Double Edge Carbide End Mill

ALUMINUM

B68

MU2-GMA3040 L 4 12 4 50
MU2-GMA3040D6 L 4 12 6 50
MU2-GMA3050 L 5 15 6 50
MU2-GMA3060 e 6 18 6 50
MU2-GMA3080 e 8 24 8 60
MU2-GMA3080E 1 L 8 24 8 75
MU2-GMA3080H 8 24 8 100
MU2-GMA3080M 8 24 8 150
MU2-GMA3100 L 10 30 10 75
MU2-GMA3100M 10 30 10 150
MU2-GMA3120 12 36 12 75
MU2-GMA3120H 12 36 12 100
MU2-GMA3120M 12 36 12 150
MU2-GMA3160 o 16 48 16 100
MU2-GMA3200 20 60 20 100
| MU2-GMA 30005251 5122 8 B8 Slod Mg Sid

The Cutting Data For MU2-GMA 3000 Series aps0.50C I ap=2.0DC

thiRE Depth (D : J)#&F.D)

HWINTAME - £8 “oc 2es0.0-0.50C

Material : Aluminum
E#8 (mm) Shank 4 6 8 10 12 16 20

8% n (min) 15500 10500 8000 6400 5400 3900 3200
g % Rl Slotted 800 900 1000 1100 950 950 900
% \% U2 Side 1200 1400 1600 1700 1500 1500 1300

| CARBIDE END MILL §5§fiti %70 — MU2-GMA 3000




| MU2-HMA 3000 D

35/ 3 NES 2 Mm%
For Aluminum Alloy 3 Flutes Rounded Land Double Edge Carbide End Mill

MU2-HMA3040 4 12 4 50
MU2-HMA3060 6 18 6 50
MU2-HMA3080 8 24 8 60
MU2-HMA3100 10 30 10 75
MU2-HMA3120 12 36 12 75
BEME Slotted i@ Side
I MU2-HMA 300025 2 8
The Cutting Data For MU2-HMA 3000 Series ap=0a0e] | ——
liF& Depth (D : JIRF.D) = et i
#HMTHME : $8 Material : Aluminum
E#E (mm) Shank 4 6 8 10 12
485% n (min) 15500 10500 8000 6400 5400
= i
34 | mmsoted 800 900 1000 1100 950
3 i
2 5’; {AI38 Side 1200 1400 1600 1700 1500

MU2-HMA 3000 —CARBIDE END MILL $5§fiwss 0 | B69
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JMA CHEWIY =58 78

ALUMINUM

8/ 3 DEA 3 MR1LERD

I MU3-JMA 3000 @ (50)

For Aluminum Alloy 3 Flutes Rounded Land Triple Edge End Mill

MU3-JMA3040 L 4 12 4 50
MU3-JMA3050 L 5 156 6 50
MU3-JMA3060 L 6 18 6 50
MU3-JMA3060E 1 L 6 18 6 75
MU3-JMA3080 L 8 24 8 60
MU3-JMA3080E 1 L 8 24 8 75
MU3-JMA3100 e 10 30 10 75
MU3-JMA3100H o 10 30 10 100
MU3-JMA3120 L 12 36 12 75
MU3-JMA3160 L 16 48 16 100
MU3-JMA3200 o 20 60 20 100
I MU3-JMA 300035145128 BB Sioted AR Side
The Cutting Data For MU3-JMA 3000 Series e I lap:z 0DC
t)iRE Depth (D : J){EF.D)
#HMIME - 68 D ae<0.02~0.50C |
Material : Aluminum
B (mm) Shank 4 6 8 10 12 16 20
885R n (min) 15500 10500 8000 6400 5400 3900 3200
g E F9#E Slotted 800 900 1000 1100 950 950 900
5% C!f BI:E Side 1200 1400 1600 1700 1500 1500 1300

B70 | CARBIDE END MILL §5§fii#s%0 — MU3-JMA 3000




pa) = ) %ﬁlﬁg Iz Shouldzer Face Milling Series Index -+

LB HI R FISRS 2T Surface Milling Series Indox
iﬁﬁ#y.lﬁglﬁ Mortising Series Index -
ZIDEE ST EIFAFIZE S| I’ Multi-Function Milling Series Index -

BREEHIFAPSRS 2R Slot Series Index - omvvm
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@SPS BUGET +ereveveeevereseens
J12—J13 @SPT (= 15 1 L
TSP Tﬂ%ﬁﬁﬂ
(e TotsT =TIy -y g RO

QcsP sprpFRmaD
0So

EASX400 SEFHT] - -

OSE

S45SE FEERTD-- -
-J51

SESO SRk T] - e

O©JDMT
SES50 B85 T) .-
EAP GEEETD v eroesion

EDAPHA §&SF &%) -

OTPUN

SAE ELERRT] oo

J32
J33
J33
J36—J38
J40—J41
J43—J44
J46
J75

J47

J50—J51

- J51
w J52

J73

J53

- J02—-J03

.............................................................. J04

~ J04
= J05
- JO5
JO6
oTP
TMAS BT v vvevovevvenens J54
TMGO IR o= J54
oT1C
Tc @ng .......................... J55
ORD
ERDH BY)PERET] - J56—J57
ERDHAORO B3Di%s%0- -

EDRDH RD##SFXi#$70 J78
OEC

EC PEIGHT oo J60
(@]
TS ﬁﬁfﬂJ61
©ZCMT
OXPHT
@SR EROBRURSE T - mvveees J60o
SR ST LIRFTD -+ J78

J568—J59

J63—J64

Jo1



Jo2

Shoulder Face Milling Series Index

| SRR R | oS i | TR e | oSt S |

EAPMC F@it7] EAPMC gg%7) @12 @26
I illi
Speed Shiu de.r. Face'M -l-ng Culter ggg EAPMC End Mill g::g @32
e @35
63 | — 217
@80 B o — 2458
S s 2100 21
@ B Page J08 HHE Page J09—J10 @25 @63
APMT1135 EAPMC 845787 ag12 @26
_ A Exchangeable Head End Mill 14 @32
- L Gt G16 935
n 1§ A 217
‘@ j_" goo 240
221 250
&% Page 168 g25 @63
EAPMD &) EAPMD #gi7] @25 @50
Speed Shoulder Face Milling Cutter EAPMD End Mill
gy @240 7326 @63
w @50 —; @28
- o - L; == o
= 235
N o 2100
16)! =& Page I11 B Page J12—J13 @40
APMT1604 EJ90AP16 125K
A Disposable Raughing Milling Cutter @50
= 63
@280
i) 2100
EiE Page J15 .
EJS0AP $aiE87] EDSOAP ED $isk7]
EJ Roughing Milmg Cutter @20 Exchangeable Head End Mill 313 235
@25 ‘_;“ N 220
@32 i L 221
@40 [ — 025
@50 226
E¥E Page J16 & Page J70 233
EX90 FE7] ES0AP #%8%7] 312 @25
@ Speed Sh:tfdt;z.riaie M!Ill.ng Cutter @50 E9Q0AP End Mill g14 626
APMT1035 ' S B gen ' \ — III..‘ H:l g:llg gig
APMT1605 , @100 ;
ey 2125 @20 @950
A : _r_@:’ | 921
E % Page J18 &7 Page J19
EMY0AP16 #A%%:7] EMO0AP #8ig#k7]
EM Roughing Milling Cutter @63 EM Roughing Milling Cutter @20
280 = @25
- 232
A 250
HIE Page J20 BiE Page J20

| END MILL & CUTTER #J]— 77 E$HHIZRS IR




B crain ..o

Shoulder Face Milling Series Index

. - AR
| End Ml & Cutter Type, Pags

EAX FmE7]

EAX 20 ¢38t7]
High Speed Shoulder Face Miling Cutter ggg EAX20 End Mill g:}g ggg ggg
2 263 — @17 @28 063
280 b Suem 918 @30
2100 — 320 @32
2125 @21 @33
EE Page J23—J24 B Page J25—J26 d22 935
EAX 20-0 HK= %Rk EAX 30 &#%7)
EAX20-O End MiII7With Coolant g:é ggg EAX30 End Ml ggg gg’g
@ — 218 @32 .’ g28 @63
| @20 @40 =3 330
AXMI1705 &5 s 2 032
A @25 @63 33
RS Page 127 226 R Page J28—J29 235
EAX 30-0 H7k=tsket7] EDAX ED f#8t7)
EAX30-0 End Mil7 With Coolant ggg 263 Exchangeable Head End Mill gj‘g @35
230 e > @20
. @32 e Sl | o
— @35 T ‘;E @25
40 226
B Page J30 @50 HiE Page 172 033
ESP400 TE 7]
Speed Shoulder Face Milling Cutter ggg
’ e 2100
SPMT1204 i Riles
S BHh§ Page 132
EAP f&87] EDAPHA ED $&8t7)
EAP End Mill g}? @25 Exchangeable Head End Mill g:}?
212 | —r 312
@ ‘ —— g}g 3 H‘m 213
—‘ J16
JDMT0702 017 017
B Page J52 @20 HiE Page 73
EASX400 FE7] @50
\\@ Speed Shoulder‘ Face Milling Cutter 263
O [ @80
7R\ ’f “ 2100
SOMT12T3 ¥ i ggg
S B Page J47
SAE BEAT]
SAE Shoulder End Mill ggg
. .k
TPUN2204 263
T HHiE Page J53

T E#tHIZRS| R —END MILL & CUTTER #%70 |
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SE1204
SE13T3

S

EC1205

EC

HHE Page J60

LG EEEES

Surface Milling Series Index

@50
263
@80
@100
@125
@160

SE50 F@E#ts]
SE High Speed Shoulder Face Miling Cutter

A% Page J51

@50

EC @7
High Speed Milling Cutter

as B e

N

264
a74
@94
@114
2139

Slot Series Index

mm|
ol o - tud .1'

B o & e T Faas | Do S |

SC g7 @100 SCT figtn 2160
@ SC Side Miliing Cutter 3126 SCT Side Milling Cutter 3200
2160 —_—
SPUN1203 2200
SPUN1504
S I8 Page J33 T# Page 133
@ SPS fIgET] @22 @ SPT fIg7] @80
SPS Side Mi!ling Cutter @254 SPT Side Milling Cutter @100
D @27 - @125
® 231.75 | 2160
SPMT S @32 i 2200
S ' Q40 .-
EFE Pagel36—J38 % Page J40—J41
TSP TE4EH%T] @20 @60
T-Slot End Mill 095
e - J30
SPKN0502 - a40
SPMT1104 | g page 13— Jaa @50
TE THWHMET) @25
T-Slot End Mill 230
i 038
Se— T
EC16R
100~300 | HiG Page J61
\ TS TEHEGET) @20
; T-Slot End Mill Q25
N ) ‘—
X | B @30
_— e —— LR
ccmrosoz | S, gig
C TFE Page J61 a50

JO4 | END MILL & CUTTER #t7]—PESEIASIRSIR « SHIERIRS IR




_ & cHain ..

g m ag ﬁ ﬁlj g ﬁl % gl ﬁ Multi-Function Milling Series Index

| ]
—
TUPN1603
TPUN2204
T
TC @&A7 @25
TC45" Countersink @30
40
TCMTIL6T3
TCGT16T3
T HiE Page I55
CSP % Al CSP BT BAT]
Multifunctianafn(g:ﬁlnfer Cutter a1 @30 CSPIé’xchangea?Ie @55 @17
g15 @36 Head Countersink 6.5 9105
SPMT0502 ; @16 @38 :‘\ - 265 @125
SPMT0602 2 @18 @40 T — i 26.5
SPMTO7T3 . | @23 @45 = —a 8.5
SPMT0904 Q@22 Q46 &“- ' 210.5
SPMT1104 25 g 212.5
S BT Page J46 B Page J75
Profile Milling Series Index
ERDH EI713E 7] @250 EDRDH RD g5k ‘ ?16 @30
Round Insert gurface‘Mllllng Cutter 063 RD Exchangeable Head End Mill 317 @32
U:l 266 — - @20 @35
= ! 280 ] m]m} 221
V @100 @ : @25
5 226
RDMWO0501 | EHFE Page J56—157 Hi& Page 178
RDKWO0702 = o
ERDHAORO [§7)&#8%7]
RDHW0802 RD Round Insert En!::iliMIII 210 @17 @30
e o o
R -:
i 013 025
B Page J58—159 016 26
- BEEREY
S @18 @40
ZM’[‘OS m @20 250
22 263
ZCMT0804 .a | 9
ZCMT1205 @25
ZCMT1406 028
% Page J63—J64 @32
W
SR S4STRRIESET] _ 316 ECOOM 'WI!JJQ a8 32
SR Exchangeable Ball Nose End Mill @20 Carbide Arbors 210
. e —————————
@ i | — 212
XPHT ‘ N %1% (D) Shank Dia.(mm) 220
S Page 176 B15 Page J66 225

BIRESHITAS IR - (HTUETHIFS I —END MILL & CUTTER #70 |
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[Zlif Icon

mI ey R

%88 Explanation |

BHAR

Processing Icon Guide

A Explanation

£5tB8 Explanation

: i En skl RARE
RIgDr;itll?r?ggle @ Surface Milling @ R Corner Slotced
Cﬂ?ﬂﬂof | Egoma
amfer : rner
Rounding Hole Profilemiling Side Milling
& 268 Ri&HE
Slot Milling Full Slot R Slot
(= umuzsn e
1.}?*'?& Angular Plunge Side
yp Grinding Chamfering
3k THHRA HEEA
Side Milling Slab Milling Back Chamfering
™
fEmT Rl V48
Chamfer Side V Groove
Processing Processing

| END MILL & CUTTER #%J]— T EMEFA
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Recommended Cutting Condition

7)8 Diameter
#Hlst Workpiece — —_—
L ¢ v 80-100-120 100-150-180 100-150-18
Mild Steel
(SS400) f 0.08-0.10-0.15 0.10-0.12-0.20 0.10-0.12-0.20
RissH vV 70-100-120 80-140-160 80-140-160
Fiam Stainless Steel
Stainless (SUS304) f 0.08-0.10-0.15 0.10-0.12-0.20 0.10-0.12-0.20
&8 " 80-100-120 100-150-180 100-150-180
Cast Iron
e (FC250) f | 0.08-0.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20
as Al v 200-300-500 200-500-1000 200-500-1000
=] oy
ADC12
. f | 0.08-0.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20
@ (V=m/min. f=mm/7)) (TFRR{E—#HE—LRE) (Min.—Optimun—Max.) RE
O T ROISREE (N)= (1000«tEGERE (V) ) + (3. 14xTEEHR(D) ) -~ |
@IREHS (F)= (BT () x TATNE (D) - T AEEHREN) ) =
w1 : B
0T & HENE-SEA0ME !
AP M T @Standard Stocks ~ Grade Ref.Page-A04 - 11°
@ Kt {85812 $ % A06-A08F . S
Chipbreaker Ref.Page-A06-A08
* éﬂﬁﬂf&#»&%msg ZERBIEE ST Carbide Coated
7 . . i diti
HMZIEL: 125 JIMEBES: 35 Cwingcondton
RETNED1:28 Tk
ym
Fedk Shape #EE Model No RE W1
APMT1135PDER-J2 | 0.8 6.2 e
APMT1135PDER-FT | 0.8 6.2 [ ]
APMT1135PDER 0.8 6.2 o
EEFH S 2 Carbide Coated
TMTEL : 17.25 TIREE S :4.76 '
BRETHL 78 D1 :4.4 pir Y
E S
ﬁ;”k Shape E% Model No RE W1 m
a APMT1604PDER-J2 | 0.8 | 9.25 o
—
APMT160408PDER | 0.8 | 9.25 ]

APMT {7 E3H£FEt =& — Shoulder Face Milling /5E#%H] —END MILL & CUTTER %70 |
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& crain’ 2 0u05

EAPMC

EAPMC PE§E]
EAPMC High
Speed Milling Cutter

APMX

EREY® Model No

Stock

e oc -J
| D1

LF

3% Dimenslon(mm)

D2 CICT ()

B Fig

Price

EAPMC11-D40B06
EAPMC11-D50B07
EAPMC11-D63AD8
EAPMC11-D63B08
EAPMC11-D80A10
EAPMC11-D80B10
EAPMC11-D100A12

EAPMC11-D10CB12

DC DCONAPMX LF E’agKWWKDP CBDP D1

16 9 40 32 84 56 18 98
50 (22| 9 | 40| 41 104/ 63| 20 | 18
63 254 9 | 50 48 |85 6 | 26 | 19
63 22| 9 | 50| 48 [104/6.3 | 20 | 18
80 254/ 9 50 60 95| 6 | 26 | 19
80|27 9 |60 60 124| 7 | 26 | 20
1003175 9 | 50 70 127 8 32 45
100| 32 | 9 | 50| 70 144 8 |2565 26

88 6
1|7
13 8
1 8

13 10

13.6 10

18 | 12

APOO
113500

CS25

T-8

| END MILL & CUTTER #%7] —Shoulder Face Milling 5 B8kl —EAPMC EIftD



________________________________________________________________ _. @cﬂain® SHY—

EAPMC
EAPMC im§x/]
EAPMC End Mill Ef& Fig
—_ . . . . IDCON B e TR PP
_ LF
3% Dimension(mm)

FEFRESE Model No

£l 1358 7 7 23 7% PH BM BREF
aE Eff B RE RE =R Insert  Screw Wrench

Stock AN
“* Dc DCON APMX LH LF cicT O wwQ “TF E#EPice

EAPMC11-D12-100
EAPMC11-D14-80
EAPMC11-D14-100

EAPMC11-D14-120

EAPMC11-D14.5-100

EAPMC11-D16-150
EAPMC11-D17-150
EAPMC11-D18-100
EAPMC11-D18-150
EAPMC11-D20-110
EAPMC11-D20-150
EAPMC11-D21-150
EAPMC11-D21-200
EAPMC11-D21-250
EAPMC11-D22-110
EAPMC11-D22-150

EAPMC11-D25-120

EAPMC11-D25-120-3T

EAPMC11-D25-150

EAPMC11-D25-170

o 12 12 9 25 | 100 1
14 16 9 25 80 1
[ 14 16 9 25 100 1
14 16 9 25 | 120 1
145 | 16 9 25 | 100 1
16 16 9 25 | 150 2
17 16 9 25 | 150 2
18 16 9 25 | 100 2
18 16 9 25 | 180 2

20 |20 | 9 |30 [ 10| 3 |-

13500

cs25 | T8
20 20 9 30 150 3

21 | 20 | 9 | 30 | 150 | 3
21 | 20 | 9 | 30 | 200 | 3
21 | 20 | 9 | 30 |250| 3
22 | 20 | 9 | 30 |10 | 3
® | 22 | 20 | g |3 |150| 3
25 | 25 | 9 | 35 | 120 4
25 | 25 | 9 | 35 [120 | 3
® 25 | 25 | g | 35 |150 | 4

25 25 9 35 | 170 4

X FEIEFE - % Continued on next page.

EAPMC [##%7]—Shoulder Face Milling J5E#tH] —END MILL & CUTTER #70 |
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5% Dimension(mm)

)=l WAER t070 JJ5R I T8 Vil B BERRF
TE BEE BEE RE =E R Insert  Screw Wrench

Seek DC DCON APMX LH  LF  clcT O wmg "] s rice

RIS Model No

EAPMC11-D25-200 ® 25 | 25 9 35 | 200 | 4
EAPMC11-D26-150 26 | 25 9 35 | 150 | 4
EAPMC11-D26-200 26 | 25 9 35 | 200 | 4
EAPMC11-D26-250-2T 2% | 25 9 35 | 250 | 2
EAPMC11-D26-250 ® 26 | 25 9 35 | 250 | 4
EAPMC11-D28-120 ® | 28 | 25 9 35 | 120 | 4
EAPMC11-D28-170-2T 28 | 25 9 35 | 170 | 2
EAPMC11-D28-170 28 | 25 9 35 | 170 | 4
EAPMC11-D30-120 ® 30 | 25 9 35 | 120 | 4
EAPMC11-D30-150 30 | 25 9 35 | 150 | 4
EAPMC11-D32-130 32 | 32 9 35 | 130 | 5
EAPMC11-D32-150 32 | 32 9 35 [ 150 | 5 |poo
CS25 T-8

EAPMC11-D32-180 ® | 32 | 32 9 35 [180 | 5 | °0°
EAPMC11-D33-150 ® | 33 | 32 9 40 | 150 | 5
EAPMC11-D33-200 33 | 32 9 40 | 200 | 5
EAPMC11-D33-250 33 | 32 9 40 | 250 | 5
EAPMC11-D33-300 33 | 32 9 40 | 300 | 5
EAPMC11-D35-150 35 | 32 9 40 | 150 | 5
EAPMC11-D35-200 35 | 32 9 40 | 200 | 5
EAPMC11-D35-250 35 | 32 9 40 | 250 | 5
EAPMC11-D35-300 ® | 3 | 32 9 40 | 300 | 5
EAPMC11-D40-150 40 | 32 9 40 | 150 | @
EAPMC11-D50-150 50 | 32 9 40 | 150 | 7
EAPMC11-D63-150 63 | 32 9 40 | 150 | g

J10 | END MILL & CUTTER $%J) —Shoulder Face Milling /5 E###l — EAPMC i#2%.)



EAPMD

EAPMD P&E3%D
EAPMD High Speed Shoulder Face Milling Cutter
DC

T

R EEREERRE
NG00, Cammii R
PRI, 05MMBA
Tolerance after install

Insert face within 0,03mm
LF  peripharal within 0.05mm

I‘Jﬁ Dimension(mm)

WH W 7)) AR ENE AR R U CZRRR6R . N

EZRRE MogelNo W

EE BE £H 2K Ef RE #E HEB JIRYIRY

Insert

IREETF
Screw  Wrench

D2 CICT ww) (P

Price
m—

5.6

6.3

6

10

6.3

18

20

26
26

26

32
35
20
26

25.5

: 98

18

19

19

19

18

20

26

Sk DC DCONAPMX LF DuS KWW KDP CBDP D!
EAPMD16-D40B ® 40 16|15 40 3; 8.4
EAPMD16-D50B @ 50 |22|15|40| 41 |104
EAPMD16-D63A05 63 254 15 50| 48 9.5
EAPMD16-D63A @® 631|254/ 15| 50| 48 |95
EAPMD16-D80A ® 80 |254/ 15| 50 | 60 | 9.5
EAPMD16-D100A | @ (100 31.75 15 | 650 | 70 [12.7
EAPMD16-D125A @ (125/38.1| 15 | 63 | 80 15.9
EAPMD16-D63B | @ |63 | 22 |15 | 50 | 48 104
EAPMD16-D80B ®@ 8027 15| 50 | 60 124
EAPMD16-D100B | @ |100| 32 |15 | 50 | 70 [14.4
EAPMD16-D125B @ (125 40 15 | 63 | 80 |16.4

32

8.8

1"

13

13

13

1

13.6

18

4

5

APOO
160400

CSs40

T-16

EAPMD 2@ #%7) —Shoulder Face Milling 5R#%#] —END MILL & CUTTER &7 |
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_@Cllaﬂfﬁﬁt}mma

EAPMD

EAPMD iwm§x/]

EAPMD End Mill Bifg Fig

o s st s j(DCON c—
—
LH LF
3% Dimension(mm)
£l 1aER 17)] JI5R & PR WM RERF
RS Model No HE BfE B RE RE Insert  Screw Wrench
== Stack ‘ﬁ
DC DCON APMX LH CICT ww( "~ ([ BB Price
EAPMD16-D25-120 25 25 15 35 120 2
EAPMD16-D25-150 [ 25 25 15 35 150 2
EAPMD16-D25-170 25 25 15 35 170 2
EAPMD16-D25-200 o 25 25 15 35 200 2
EAPMD16-D26-150 26 25 15 35 150 2
EAPMD16-D26-200 26 25 15 35 200 2
EAPMD16-D26-250 26 25 Ut 85 250 2
EAPMD16-D26-300 26 25 15 35 300 2
EAPMD16-D28-120 28 25 15 35 120 2
EAPMD16-D28-170 28 25 15 35 170 2 APOO
CS40 T-15
160400
EAPMD16-D30-130 30 25 15 35 130 3
EAPMD16-D30-150 ® | 30 |25 |15 | 35 | 150 | 3
EAPMD16-D30-180 30 25 15 35 180 3
EAPMD16-D32-130 32 32 15 35 130 3
EAPMD16-D32-25-130 32 25 15 35 130 3
EAPMD16-D32-150 o 32 32 15 35 150 3
EAPMD16-D32-180 32 32 15 35 180 3
EAPMD16-D32-200 32 32 15 35 200 3
EAPMD16-D32-200-2T 32 32 15 35 200 2
EAPMD16-D33-150-2T 33 32 15 35 1560 2
X FEEFE - % Continued on next page.

| END MILL & CUTTER #%J) —Shoulder Face Milling 7 =%l — EAPMD it/



_ 1';}1:1%3'[11® S

5% Dimension(mm)
OE AR 9D DE BE . 4 @8 BURS
& RAE Model No Sztfoefk BE BE RE BB 2R %) Screw  Wrench ‘
DC DCON APMX LH LF  CICT ) wm) “F 8 Price
EAPMD16-D33-150 o 33 32 15 85 150 &
EAPMD16-D33-200-2T 33 32 15 35 200 2
EAPMD16-D33-200 o 33 32 15 35 200 3
EAPMD16-D33-250-2T 33 32 15 35 250 2
EAPMD16-D33-250 g3 32 15 35 | 250 &
EAPMD16-D33-300-2T 33 32 15 35 | 300 2
EAPMD16-D33-300 33 32 15 8S 300 &
EAPMD16-D33-350-2T 33 32 15 35 350 2
EAPMD16-D33-350 33 32 15 85 350 3
EAPMD16-D35-130 35 32 15 40 130 3
EAPMD16-D35-150-2T 35 32 15 40 150 2
EAPMD16-D35-150 [ 35 32 15 40 150 3
EAPMD16-D35-180 35 32 15 40 180 &
EAPMD16-D35-200-2T 35 | 32 | 15 | 40 | 200 | 2 ?:OTDD o €840 | T18
EAPMD16-D35-200 35 32 15 40 | 200 3
EAPMD16-D35-250-2T 35 32 15 40 250 2
EAPMD16-D35-250 35 32 15 40 250 3
EAPMD16-D35-300-2T 35 32 15 40 300 2
EAPMD16-D35-300 35 32 15 40 300 5
EAPMD16-D35-350 o 35 | 32 15 | 40 | 350 3
EAPMD16-D40-150 o 40 32 15 40 150 4
EAPMD16-D40-200 o 40 32 15 40 200 4
EAPMD16-D50-135 o 50 32 15 50 135 5
EAPMD16-D50-150 ® 50 32 15 50 150 5
EAPMD16-D50-170 50 32 15 50 170 5
EAPMD16-D63-135 63 32 15 50 135 6
EAPMD16-D63-170 63 32 15 50 170 6

EAPMD {#%#%7] —Shoulder Face Milling J552%4| —END MILL & CUTTER $%7J |
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Disposable Roughing Milling Cutter

Replaceable disposable end mill cutter,

reducing the time of repairing the milling cutter.

The Wide Range
Of Deep Cutting

| BRI MBRNRT]

Compatible with different famous brand inserts g cfﬁnffﬂgﬁm sug.ﬁ.,,g Slot Milling Slab Milling

BRABEEIE -

m For Aluminum

J14 | END MILL & CUTTER g%7]



— @cﬂain® S

EJ90AP16 A% :
EJ90AP16 Disposable Roughing Milling Cutter l ;“ Fig
| CBDP BE
I Dimension(mm)
W WER D7) F BRE M8 RBE DEN THRTRR | p2lay 2% BEENRT
rE B BEf RE =R BEf HEE RE FE IRYIRY Insert  Screw  Wrench

PEFRTUEE Model No

Stock

DC DCONAPMX LF oS kww kDP ceoP D1 D2 cicT (O wmg “TF

EJ90AP16-D50B-75
EJS0AP16-D63A-83
EJ90AP16-D80A-80
EJO90AP16-D80A-105
@ EJS0AP16-D80A-155
EJ90AP16-D100A-1565
EJ90AP16-D63B-83
EJ90AP16-D80B-80
EJ90AP16-D80B-105

EJS0AP16-D100B-155

50 | 22 50 | 75 |46.5/104 6.3 20 18 | 11 3R12T
63 [25.4/ 63 |83 | 52 (|95 6 | 26 | 20 | 13 4R20T
80 31.75 52 | 80 | 60 (12.7) 8 | 32 | 23 | 17 6R24T
80 31.75 75 |105| 60 (12.7) 8 | 32 | 23 | 17 |6R36T

80 31.75120|155| 60 (12.7) 8 | 32| 23 | 17 BRE0T

160400

Cs35 | T-15
100(38.1{120 | 155| 70 |{16.9| 10 | 45 | 25 | 17 [7R70T

63 | 27 | 63 | 83 | 62 (124 7 | 23 | 20 | 13 4R20T

80 (32|52 |80 |60|144| 8 | 28 | 26 | 18 6R24T

80 |32 | 75 |105| 60 |144| 8 | 30 | 26 | 18 |BR36T

100| 40 |120(165| 70 |16.4| 9 | 35 | 35 |20.5[7R70T

EJ90AP16 {22 JB#% 0 — Shoulder Face Milling 52k —END MILL & CUTTER #70 |
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J16

@Mﬁtﬂ 47 B
EJ90AP €& 7774

New Arrival

EJO0AP 2R \8iRe%/
EJ90AP Disposable Roughing Milling CuEtter i Ef& Fig
— -—- DCON
APMX
LH
LF | 1
3% Dimension(mm)
£OHJ AR 7] %R g TR VAl WA REEF
SRR Model No #E B B RE == =R Insert  Screw Wrench

Stock
“ DC DCON APMX IH (F clcT &) wwQ “TF

=48 Price

EJ90AP11-D20 ® 20 20 25| 35 | 130 2R6T
EJ90AP11-D25 ® | 25 | 25 | 35 | 45 | 130 |2R8T
EJ90AP11-D32 ® 32 | 32 | 40 | 55 | 140 [3RIST o css | T8
EJOOAP11D32200 | ® | 32 | 32 | 40 | 55 | 200 3R15T
EJO0AP11-D40 ® 40 | 42 55| 65 | 150 3R2AT
EJO0AP16-D32 ® | 32 | 32 | 49 | 63 | 135 2ReT
EJ90AP16-DA40 ® 40 |42 | 49 | 65 | 150 3R12T
EJO0AP16-D4032 | ® | 40 | 32 | 49 | 65 | 150 3R12T
() EJ90AP16-D50 ® 50 | 42 61 | 75 | 165 3RIST
@ EX0API6D5010608220 @ | 50 | 50.8 | 110 | 135 | 220 [3R27T ypyryy O | T8
(D) EJ0AP16D50110508275 @ | 50 | 50.8 | 110 | 190 | 275 3R27T
) E00AP16050-110508300 @ | 50 | 50.8 | 110 | 215 | 300 3R27T
(D) E0AP16D50160508275 @ | 50 | 50.8 | 160 | 190 | 275 3R9T
@ E0AP16050200508300 @ | 50 | 50.8 | 200 | 215 | 300 3RSIT

| END MILL & CUTTER #%J) —Shoulder Face Milling /5 E§##l —EJI0AP 12188t
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Recommended Cutting Condition

T4 Di
Y+ Workpiece —_ Aol —
Vv 80-100-120 100-150-180 100-150-180
il Mild Steel
(SS400)
f 0.08-0.10-0.15 0.10-0.12-0.20 0.10-0.12-0.20
\" 70-100-120 80-140-160 80-140-160
Al Stainless Steel
i (SUS304)
Stainless
Steel f 0.08-0.10-0.15 0.10-0.12-0.20 0.10-0.12-0.20
\ 80-100-120 100-150-180 100-150-180
K {838 Castlron
= (FC250)
Cast f 0.08-0.10-0.15 0.10-0.15-0.20 0.10-0.15-0.20
Vv 200-300-500 200-500-1000 200-500-1000
a2 Alloy
(ADC12)
f 0.08-0.10-0.15 0.10-0.15-0.20 0.10-0.15-0.20

@ (V=m/min. f=mm/37])

(FRR{E— HERE — LBRIE)

@I RCNERERS (N)= (1000=4HEE M) ) - (3. 14<TRE®E(D) ]
OIS (F)= (BT - TETNB@«TARRSREN) )

APMT

tIElZ&RL : 10

Ok

JJFEES:35
BRETHLEBD1:25

G : B! (General) H : EtDEI(Heavy) S : 2RF (Aluminum)

Mk Shape EJ2% Model No RE
APMT103504PDER-H | 0.4 [ ] J |
APMT103508PDER-H | 0.8 [ ]  J
APET103504PDFR-S 04 o

(Min.—Optimun—Max.)

REEES A% Carbide Coated

APNMT #1£2HEEt)®#&% — Shoulder Face Milling J5E#tH] —END MILL & CUTTER #70 |
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@C’H&iﬂe’ﬁatﬂ 47 8
APMT ke

R~ Dimension

TIMZIEL: 16 JIKEE S : 556

$RETF. % D1:35 | |
FEPE] S Carbide Coated
fizitik Shape Eia® Model No
APMT160508PDER-H | 0.8 | @ o
APMT160504PDFR-S 04
EX90
EX90 SEmE#%/)
EX90 High Speed Shoulder Face Milling Cutter | . @ Fig e
DC ; : o
T DR RURERERE
SREY)TF0. A3mmiARy
FNETIZEC, A5mmIA
Tol rance after in_st.?ll
LF  dpertios i
within 0.05mm.
DCON
DCSFMS

Y Dimension(mm)

WHI fE )7 5% RE @E S REESLTRREER s 25 IR
TE BEf BF BE TR EEf RE FE =E IRTIRY Insert  Screw

S hC DCONAPMX LF Eﬁg KWW KDP CBOP D1 D2 CICT L) mm

EX90AP16-D80B 80|27 |15 |580|60(124| 7 |22 18 |13 | 6

EX90AP10-D80A | @ |80 [254| 9 |50 | 60 (9.5 6 |26 26 13 | 10 {ro5y cs4 | T8
EX90AP16-D508 | @ |50 | 22 |15 | 40 | 41 104|63 |20 |19 |11 | 5
EX90AP16-D63A | @ |63 25.4|15 |50 48 /95 6 |26 18|13 | 5
EX90AP16-D80A | @ | 80 |25.4/ 15 |50 | 60|95 | 6 |26 | 19|13 | 6
EX90AP16-D1400A @ | 1003175 15 | 50 | 70 (127 8 {32 (19| = | 7 .. e | o
EX90AP16-D125A | @ |125(38.1| 15 | 50 | 80 [159| 10 | 35|45 | — | 8 /"™
EX90AP16-D638 | @ (63 | 22 |15 |50 | 48 /104/63 20 | — |11 | 5

[ )

°

EX90AP16-D100B 100 32 |15 | 50| 70 |144| 8 |255( 19 |18 | 7

J18 | END MILL & CUTTER %) —Shoulder Face Milling 7 E##il— APMT #FESIEELIEZE - EX90 £E#%)



.. @cﬂaim S

A TSI
EQO0AP im0
E9Q0AP End Mill Eif§ Fig
e .. .libcon
| LF
3% Dimension(mm)
Rl 9] W 8E g, A 8M BERT
A Model No 4 EE Bf ERE BE =R Insert  Screw Wrench
= Stock
DC DCON APMX LH UF CICT @ bpn() - 848 Price

E90AP10-D12-90 [ 12 12 9 25 90 1

E90AP10-D12-100 [ 12 12 25 100 1

E90AP10-D14-80 o 14 16 9 25 80 1

E90AP10-D15-90 [ 15 16 9 25 90 2

E90AP10-D16-90 [ 16 16 9 25 90 2

E90AP10-D16-150 (] 16 16 9 25 1680 2

E90AP10-D17-150 [ ) 17 16 9 25 160 2

E90AP10-D18-90 [ 18 16 9 25 90 2

i CS25 T-8

E9S0AP10-D20-110 () 20 20 9 30 110 8 P =

E90AP10-D20-150 (] 20 20 9 30 150 3

E90AP10-D21-150 o 21 20 9 25 150 3

E90AP10-D25-120 o 25 25 9 35 120 4

E90AP10-D25-150 ([ 25 25 9 35 160 4

E90AP10-D25-200 [ 25 25 9 35 200 4

EQ0AP10-D26-150 [ 26 25 9 35 180 4

E90AP10-D32-150 [ 32 32 9 35 150 5

E90AP10-D35-150 ([ 35 32 9 35 150 5

E90AP16-D25-120 [ 25 25 15 35 120 2

E90AP16-D25-150 [ ) 25 25 15 35 150 2

E90AP16-D25-200 (] 25 25 15 35 200 2

APOO

E90AP16-D32-150 o 32 32 15 40 160 3 EELIE CS35 | T-15

E90AP16-D32-200 ([ 32 32 15 40 200 3

E90AP16-D40-150 [ 40 32 15 50 160 4

E90AP16-D50-150 ([ 50 32 15 50 160 5

E90AP [#%#% 7] —Shoulder Face Milling 5E5#%H]—END MILL & CUTTER $70 |
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EM90AP16

EMS0AP16 JEE¥ESkTD

EMS0AP16 Roughing Milling Cutter = E#& Fig

| CBDP I -
DCD1| —
B — -KDP
[} II
1 & Dimension(mm)
HEl W 7 IRE BAE BME RBR D5 ERRTER mm 25

{234

L=k iil]
ISR Model No Stack

DCS

BT EE BE o BEE =E FE FE ORYORY ort
p2 cict £OJ wwQ “TF

1B ERURS
Insert  Screw Wrench

DC DCONAPMX LF s KWW KDP CBDP D1
EM90AP16-D63-75 63 (254 63 |83 |52 (95| 6 | 26| 20 | 13 4R20T
EM90AP16-D80-80 80 31.75 62 | 80 | 60 (127 8 | 32|23 | 7 6R24T:\:£SD Ccs35 | T-15
EM90AP16-D80-105 80 31.75 75 |[105| 60 (12.7 8 | 32 | 23 | 17 B6R36T
EM90AP
EMSO0AP JEiks%T]
EMS0AP Roughing End Miill B8 Fig
L5 L
U35 Dimension(mm)
sl @ WD Om B . JF B8 REET
ERREM T BfE BiE RE RE 2R Insert  Screw Wrench
oo odel No Stack
DC DCON APMX LH LF  cCICT @ o) T [F B8 Price
EMS0AP10-D20 () 20 20 25 35 120 | 2R6T
EM90AP10-D25 e 25 25 35 45 130 | 2R8T
EMY0AP10-D32 ® | 32 | 32 | 44 | 55 | 140 3R15T :‘;ESD cs2s | T8
EMS0AP10-D32-200 e 32 32 44 55 200 |3R15T
EM90AP10-D40 () 40 32 53 65 150 [3R21T
EM90AP16-D40 e 40 42 49 65 150 (3R12T
APOO
EM90AP16-D40-32 e 40 32 49 65 150 3R12T 1605000 €835 T-15
EM90AP16-D50 o 50 42 61 75 165 [3R15T

| END MILL & CUTTER #%J) —Shoulder Face Milling 7 E§#&l — EMI0AP16 2E#E$%7] - EMO0AP ¥Hifi#x .0
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. EAX series

AL T JIRMIEESHT] R ARERNEY)

Precision insert with strong cutting edge and low cutting force design

FRARBRESAT - I2RTDRAE - /T HRIBER -

Unique curved cutting edge design lowers cutting force yet improves.

BREENIRRTEIGN IASNE RSN I -
Achieving high quality finish with high precision cutting edge.

TR L RERIM SR Etha RS -
Smooth cutting even for deep grooves and low rigidity
machines.

RiFA1t7)8E

Highly durable body 2
BUSHEE R - 1B TASANY - RN o SRR FL

Special surface treatment improves corrosion
resistance and scratch resistance.

BUEXRILER « BEMRIAWA K -
Increased screw size improves clamping force
and durability.

Internal coolant-holes are a standard feature
for the whole series

FUIHKS - RIFEBIEY -

Improved chip evacuation with air or coolant supply.

tIEIINEE | o mmm15%esnMIBR (i)

Cutting force § Cutting resistance (main component) is approx 15% lower than conventional cutters.

{ERR A Cutting force is reduced -5 || 1NHltReE Cutting conditions
& ; ?rirlcipalforce ¥ Hl ¥ Work material : S50C
a8 (T— man 71  H Tool : EAX3035E (232)
] CJsasne || |71 B Insert: AXMT170508PEER-G
§ 4.0 Back farce (+) %  #8 Grade : ACP200
5 Lezaan0) | | |tnMime Cuting speed : Ve=200mimin
".‘,'?., . ¥ 25 R Feedrate : =0.2mm/t (V=1,200mm/min
§ ’ ﬁ 1] ) & Cutting width : a.=8mm
(kw) 11 F B Cutting depth : a:=10mm
0.0

EAXE! (GHY) DIt RESETRY
EAX Type (6 Type) Conventional Cutter Standard Type

THHSIBIE | nemiat - wikexmRe

Fracture resistance | Huge increase in fracture resistance with improved cutting edge strength.

UM Cutting conditions

% ¥l # Work material : SCM440

7 B Tool : EAX3032E (832)

7] B Insert : AXMT170508PEER-G

$NYIEEE Cutting speed : Ve=100m/min

# 4 = Feed rate : £=0.4mm/t (V=1,260mm/min
171 4 & Cutting width : a.=25mm

37 & R Cutting depth : a;:=3mm

= 1
EAXE! (GRY) DU G ARy AT GAERARY
X Type (G Type) Conventional Cutter Competitor's Cutter
Standard Type CGeneral Type

EAX KﬂﬁD—Shoulder Face Milling j5E#5%4]—END MILL & CUTTER $%70 |
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Recommended Cutting Condition

WHI+F Workpiece

J)1% Diameter

pan—

—

e v 80-100-120 100-150-180 100-150-180
Mild Steel
(55400) £ | 0.08-0.10-0.15 | 0.10-0.12-0.20 | 0.10-0.12-0.20
T8 v 70-100-120 80-140-160 80-140-160
PR Stainless Steel
o U t+ | 0.080.10-0.15 | 0.10-0.12-0.20 | 0.10-0.12-0.20
K s v 80-100-120 100-150-180 100-150-180
- Cast Iran
Cast (FC250) ¢ | 0.08-0.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20
ol y 200-300-500 200-500-1000 | 200-500-1000
(=] oy
(ADC12)
*i’ﬁ?;' ¢ | 0.080.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20

@ (V=m/min. f=mm/3])

(FBR{E — = —_LER(E)

@ LREIFRE (N)= (1000«EI5EE (V) ) + (3. 14T HEE®(D) )
OIRERS (F) = (BT < T AN xTERIEREN) )

AXMT

(Min.—=Optimun—Max.)

BFJEE ST Carbide Coated
@R G : §BMAI(General) H : |Y)HI(Heavy) =
S + $8/ (Aluminum) —
* RSN E xR
*limited sell for aome areas Y
JZ4k Shape RugE Model No RE
AXMT123504PEER-G | 0.4 [ ] o o [
AXMT123508PEER-G | 0.8 o o ] o
AXMT123504PEER-H | 0.4 o { ) o [
AXMT123508PEER-H | 0.8 (] o o ([
AXMT170504PEER-G | 0.4 [ ] { o [
AXMT170508PEER-G | 0.8 [ ] o o [
AXMT170508PEER-H | 0.8 o o o o
AXMT123504PEFR-S | 0.4 (]
AXMT170504PEFR-S | 0.4 [ ) o
E————— "

| END MILL & CUTTER #%J) —Shoulder Face Milling /5 E##Hl— AXMT B EHEIER



EAX

EAX FESETD
EAX High Speed Shoulder Face Milling Cutter

B DC "
] il

DR RERARRERSR
UREIITEO. 03mm AR
IMEFIFEO. 05mmUFA

Tolerance after install
insert face within 0.03mm
paripheral within 0.06mm

3% Dimension(mm)

B Fig

GIEl AR 8020

s EME%E Model No oo

B ENE BN R R RERREE
B B RE =k Ef RE %=

FE IRYIIRY

s PR

Insert

70N
Screw

.. @Ellaﬂf SR

RS S bc DooNAPWx LF PGS kww KDP CBDP D1 D2 CiCT we) T
EAX2040RB-O | @ | 40 | 16 | 40 | 10 | 32 |84 56|18 | 14| 9 | 6
EAX2050RB-O | @ | 50 | 22 | 40 | 10 | 40 [10.4/ 63|20 | 18 | 11 | 7 ‘:‘;‘;E‘D csso | T8
EAX2063RB-O | @ | 63 | 22 | 40 | 10 | 50 104/ 63 20 |18 | 11 | 8
EAX3040RB-O | @ |40 | 16 | 40 | 14 | 32 |84 56|18 |14 | 9 | 4
EAX3050RB-O | @ | 50 | 22 | 40 | 14 | 40 104/ 63|20 | 18 | 11 | 5
EAX3063RB-O | @ |63 (22 40|14 |50 [10.4 63|20 (18 | 11| 6 | __ ol
EAX3080RA-O | @ | 80 (254 50 | 14 |60 |95 6 25|35 26 4 |70
s | EAX3100RA-O | @ [1001.75 63 | 14 | 70 12.7| 8 [32.5/ 46 28 5
% | EAX3125RA-O | @ [125(38.1| 63 | 14 | 80 |15.9) 10 355/ 55 | 30 | 6
® TEAX2010R8 | @ |40 | 16| 40 | 10 | 32 |84 56 18| 14| 8 | 6
%;'3 EAX2050RB | @ |50 | 22 |40 |10 |40 [10.4/63 20 |18 | 11| 7 |
& CS30A | T8
d | EAX2063RA | @ | 63 264/ 50 | 10 | 50 (10.4/ 63| 20 | 18 | 11| 8 =08
% | Eaxoosars | @ |63 | 22|40 | 10 |50 10463 20 | 18| 11| 8
EAX3040RB | @ |40 | 16 | 40 |14 | 32 |84 56|18 |14 | 9 | 4
EAX3050RB | @ |50 | 22 | 40 | 14 | 40 104/ 63 20|18 |11 | 5
EAX3063RA | @ | 63 [25.4| 50 | 14 | 50 104/ 63|20 | 18 | 11 | 6
EAX3063RB | @ |63 | 22 40 | 14 |50 [10.4/63 20 |18 | 11| 6 ‘oo o | cseo | T1s
EAX3080RA | @ | 80 254/ 50 |14 | 60 |95 6 | 25|35 26| 4
EAX3100RA | @ |100B1.75 63 | 14 | 70 127, 8 |325/ 46 | 28 | 5
EAX3125RA | @ |125(38.1 63 | 14 | 80 159/ 10 |35.5/ 55 | 30 | 6
% BETE- % Continued on next page.

EAX EE#/] (2%7Y) —Shoulder Face Milling J5E#tH] —END MILL & CUTTER #70 |
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i Fig

¢ St -~
DA BRRTRRER
WEIRE0. 03
A TREO. 06l
LF Tulerance after Install
Insert face within 0.03mm
CBD paripharal within 0.06mm
| |
DCSFMS
3% Dimenslon(mm)
QM A 07 GE SWE BE B R RENEEA . 5 #e nEaF
E L) - ZE Ef BER BE R =R RE ¥E 8 IRYIRY Inset  Screw  Wrench
T-ype ESRTRR Model No Stock DCS —
DC DCONAPMX LF \ac KWW KDP CBDP D1 D2 CICT ) T
EAXF3080RA-O | @ 80 254/ 14 50 60 95 6 |25 35 26 7
EAXF3080RB-O| @ (80 |27 | 14 |50 |70 |95 6 |25 35 |26 | 7
EAXF3100RA-O | @ (1003175 14 | 63 | 70 [12.7 8 (325 46 28 8
2 |EAXF3100RB-O| @ 100 32 |14 63 | 70 127 8 |325/ 46 | 28 | 8
7 EAXF3125RA-0 | @ (125/38.1 14 | 63 | 80 159 10 355 55 | 30 | 9
. EAXF3080RA | @ | 80 [25.4] 14 | 50 | 60 |9.5 | 6 25;35 26 7 90 | cssp | 1
=z : . 170500 )
E EAXF3080RB ® 80|27 14 50 60 95 6 (25 35 26 7
7} . |
% EAXF3100RA e 100B1.75 14 |63 | 70 127 8 325 46 | 28 | 8
EAXF3100RB ® 100 32 |14 63 | 70 127 8 325/ 46 28 | 8
EAXF3125RA @® (125/38.1/ 14 | 63 80 159 10 1355 655 /30 | 9
EAXF3125RB [ ) 125.40 14 . 63 | 80 159 10 35'5. 55 (30| 9
@-0 : il hale
@-0 : Zx%A,
OEREE SN

@Limited sales for some areas

J24 | END MILL & CUTTER #%7] —Shoulder Face Milling /5 F#kifl — EAX SZEI8%7) (B8




@
. @c m’ Echaintodl cutting tools

EAX20
EAX20 %]
EAX20 End Mill B Fig
——pla=——== ==+ I DCON b
LH
LF
3% Dimension(mm)
i W= 97 JJ5R g i lay B EREERT
mZdes Model No Stock N
DC DCON APMX LH LF  cCICT wie) T (] 8 Price
EAX2014E-80 o 14 16 10 25 80 1
EAX2018E-100 o 18 16 10 25 100 2
EAX2020E-110 o 20 20 10 30 110 &
EAX2022E-110 o 22 20 10 30 110 3
EAX2025E-120 o 25 25 10 35 120 4
EAX2028E-120 o 28 25 10 35 120 4
EAX2030E-120 o 30 25 10 35 120 4
EAX2032E-130 o 32 32 10 40 130 5
EAX2040E-150 o 40 32 10 30 150 6
EAX2050E-150 o 50 32 10 30 150 7 AXOIO
CS30A T-8
123500
EAX2063E-150 e 63 32 10 30 150 8
EAX2014EL-120 o 14 16 10 25 120 1
EAX2016EL-145 ® 16 16 10 25 145 2
EAX2017EL-145 o 17 16 10 25 145 2
EAX2018EL-145 o 18 16 10 25 145 2
EAX2020EL-150 o 20 20 10 40 150 3
EAX2021EL-150 o 21 20 10 40 160 2
EAX2021EL-200 o 21 20 10 40 200 2
EAX2021EL-150-3T o 21 20 10 40 150 &
EAX2021EL-200-3T o 21 20 10 40 200 3
X BEFE - % Continued on next page.

EAX20 [##%7)—Shoulder Face Milling J5E#tH] —END MILL & CUTTER #70 |
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% Dimension(mm)

£l 7B 7 JJE B D Wil B4 EIRF
- Ef Ef RE RE 2R Screw  Wrench

Insert
Stock A~
°““ DC DCON APMX LH LF clcT BO wmwqQ “T[] ®#Prrce

EEREEE Mode] No

EAX2021EL-250-3T 21 20 10 40 | 250 3

@ EAX2022EL-150 22 20 10 30 | 150 3
EAX2025EL-150 25 25 10 30 | 150 2
EAX2025EL-150-4T 25 25 10 50 | 150 4
EAX2025EL-170 25 25 10 50 | 170 2
EAX2025EL-170-4T 25 25 10 50 | 170 4
EAX2026EL-150 26 25 10 35 | 150 2

EAX2026EL-150-4T 26 25 10 35 | 150 4

EAX2026EL-200-4T 2 | 25 | 10 | 35 | 200 | 4
EAX2026EL-250 26 | 25 | 10 | 35 | 250 | 2
@ EAX2026EL-250-4T 26 | 25 | 10 | 35 | 250 | 4 [0 lcswa| T
123500
@ eAx2026EL-300 26 | 25 | 10 | 30 | 300 | 2
@ Enxa026EL-300-47 26 | 25 | 10 | 30 300 4

EAX2030EL-150 30 25 10 30 150 4

@ EAX2030EL-170 30 25 10 30 | 170 2
@ EAX2032EL-150 32 32 10 40 | 150 5
EAX2032EL-25-180-5T 32 25 10 60 | 180 5
EAX2035EL-150 35 32 10 40 | 150 5
EAX2035EL-200 35 32 10 40 | 200 5

EAX2035EL-250 35 32 10 40 | 250 5

EAX2040EL-180

40 32 10 30 | 180 6

OERBIVLEHE

@Limited sales for some areas

J26 | END MILL & CUTTER #%J) —Shoulder Face Milling 75 Bkl — EAX 20 i##%7]



EAX20-O HKifigk7)
EAX20-O End Mill With Coolant

_ @cﬁaiﬁ STRp—

E#% Fig
m—
DCE[: -m-—«—-—-—-—-—-—-—l— DCON _
()
APMX ?
LH
LF
7% Dimension(mm) L
o mE @) E 8RN 6 BEET
EREE Model No b ac =R EE RE RE 2R Insert  Screw  Wrench
Stack )
DC DCON APMX LH LF clct BOJ wwQ T |m#pice
EAX2014E-80-0 ® 14 | 16 | 10 | 25 | 80 | 1
EAX2016E-100-0 ® | 16 | 16 | 10 | 25 | 100 | 2
EAX2018E-100-0O ® 18 16 | 10 | 25 | 100 | 2
EAX2020E-100-2T-O ® | 20 | 20 | 10 | 30 | 100 | 2
EAX2020E-110-O ® 20 20 | 10 | 30 | 110 | 3
EAX2022E-110-0 ® | 22 | 20| 10| 30 | 110 | 3
EAX2025E-120-0 ® (25 25 | 10 | 35 | 120 | 4
EAX2028E-120-0 ® | 28 | 25 | 10 | 35 | 120 | 4
EAX2030E-120-0O ® 30 25|10 | 35 120 | 4
EAX2032E-130-0 ® | 32 | 32 | 10| 40 130 | 5
EAX2040E-150-0 ® | 40 | 32 | 10 | 30 | 150 | 6
EAX2050E-150-O ® | 50 | 32 | 10 | 30 | 150 | 7
AXOO

DEAX2050E-135-0 ® |5 |32 | 10 30 135 | 7 | |cswa Te
EAX2063E-150-0 ® | 63 | 32| 10| 30 | 150 | 8
EAX2014EL-120-0 ® 14 | 16 | 10 | 25 | 120 | 1
EAX2016EL-145-0 ®@ | 16 | 16 | 10 | 25 | 145 | 2
EAX2018EL-145-0 ® 18 16 | 10 | 25 | 145 | 2
EAX2020EL-150-0 ] 20 20 10 40 150 3
EAX2022EL-150-0 ® 22 20 | 10 | 30 | 150 | 3
EAX2025EL-170-0 ®@ | 25 | 25 | 10 | 50 | 170 | 4
EAX2028EL-170-0 ® 28 25 | 10 | 30 | 170 | 4
EAX2030EL-170-0 ® | 30 25 | 10 | 30 170 | 4
EAX2032EL-180-0 ® 32 32|10 | 60 180 | 2
EAX2040EL-180-0 ® | 40 | 32 | 10 | 30 | 180 | 6
EAX2040EL-180-6T-O | @ | 40 | 32 | 10 | 30 | 180 | 6

EAX20-0 Hi7Ki#%#%J0—Shoulder Face Milling 5E#%H| —END MILL & CUTTER 70 |
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EAX30 {8k

EAX30 End Mill B Fig
= ————————--TDCON -
LH
LF
3% Dimension(mm)
qM R WD DR R . T B8 REET
EB7U88 Model No ke Ef BEE RE RE =R I Screw  Wrench
Sk bC DCON APMX  LH LF  cicT O ww) T[T =8 Price

EAX3025E-20-120 o 25 | 20 14 35 | 120 2

EAX3028E-120 [ ] 28 25 14 35 120 2

EAX3030E-130 o 30 25 14 40 130 3

EAX3032E-25-130 (] 32 25 14 40 130 3

EAX3032E-130 [ ) 32 32 14 40 130 3

EAX3040E-170 [ J 40 32 14 50 170 4

EAX3050E-170 (] 50 | 32 14 50 | 170 5

EAX3063E-170 (] 63 | 32 14 50 | 170 6

EAX3063ES-135 () 63 | 32 14 25 | 135 6

EAX3063ES-C42-135| @ 63 | 42 14 25 | 135 6 |axoo

CS40 T-15
170500

@ EAX3025EL-150 ® | 25 | 25 | 14 | 30 | 150 | 2

EAX3025EL-170 (] 25 | 25 14 50 | 170 2

EAX3026EL-150 (] 26 | 25 14 35 | 150 2

EAX3028EL-170 o 28 25 14 50 170 2

EAX3032EL-180 o 32 32 14 60 180 2

EAX3033EL-150 o 33 32 14 40 150 2

EAX3033EL-250 [ ) 33 32 14 40 200 2

EAX3033EL-300 o 33 32 14 40 250 2

EAX3033EL-350 ([ ) 33 32 14 40 300 2

EAX3033EL-200-3T o 33 32 14 40 200 3 |

X FEIEFE - % Continued on next page.
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@cﬂain‘@ ccrertont oikirg ok

3% Dimension(mm)
£ WD O mE g 75 B8 BERT
ESEE Model No TwE B B RE RE =R Insert  Screw  Wrench
Sk DC DCON APMX LH  LF  cicT O wmg 18 Price
EAX3033EL-250-3T o 33 32 14 40 350 3
EAX3033EL-300-3T o 33 32 14 40 300 3
EAX3035EL-150 o 35 32 14 40 150 2
EAX3035EL-200 o 35 32 14 40 200 2
EAX3035EL-250 o 35 32 14 40 250 2
EAX3035EL-300 ® 35 |32 | 14|40 300 2 |, _
170500 CS40 T-15
EAX3035EL-350 o 85 32 14 40 | 350 2
EAX3035EL-250-3T o 35 32 14 40 250 3
EAX3035EL-350-3T { 35 32 14 40 350 2
EAX3040EL-220 o 40 32 14 80 220 4
EAX3050ES-C-42-135 o 50 42 14 25 135 3
EAX3063ES-C-42-135 [ ) 63 42 14 25 135 4

O ERABIHEHE

@Limited sales for some areas

EAX30 I#%#% ] —Shoulder Face Milling J5E2%5] —END MILL & CUTTER $%7J |

J29



®
_@cuain 2 ) Al 7] B

EAX30-0O
EAX30-0 HKimskT)
EAX30-0 End Mill With Caolant i Ef& Fig
o !
DC‘]iDI e e '
APMX | LH
LF
5% Dimension(mm)
Bl WAL £ 7| e IR Valay % HERF
ESAIE M bed - ] B Bff =E nE 2R Insert | Screw Wrench
AR odel No Stock m—

DC DCON APMX LH LF | cIcT my) S &4 Price
EAX3025E-20-120-O 25 20 14 35 120 2
EAX3025E-120-0 25 25 14 35 120 2
EAX3028E-120-0O 28 25 14 35 120 2
EAX3030E-130-0 30 25 14 40 130 3
EAX3032E-25-130-O 32 25 14 40 130 3

EAX3032E-130-0 32 32 14 40 130 3

EAX3035E-130-0 35 32 14 40 | 130 3

EAX3040E-170-0 40 32 14 50 | 170 4

EAX3050E-170-O 50 32 14 50 | 170 5

EAX3063E-170-0 63 32 14 50 | 170 )

EAX3050ES-135-0 50 32 14 25 | 135 5

AXOO

50 42 14 25 | 135 5 Cs40 | T-15

EAX3050ES-42-135-0 170500

EAX3063ES-135-0 63 32 14 25 | 135 6
EAX3063ES42-135-0 63 42 14 25 | 135 6
EAX3025EL-170-0 25 25 14 50 | 170 2
EAX3028EL-170-O 28 25 14 50 | 170 2
EAX3030EL-180-0 30 25 14 60 | 180 2
EAX3030EL-180-3T-O 30 25 14 60 | 180 3
EAX3032EL-180-0 32 32 14 60 | 180 2

EAX3035EL-180-0 35 32 14 60 180 3

EAX3040EL-220-0 40 32 14 80 220 2
EAX3050ES-C42-135-0 50 42 14 25 135 3
@-0 : Oil hole
@-0 : %ok, -
O EFRER D S

@Limited sales for some areas

J30 | END MILL & CUTTER #%J) —Shoulder Face Milling /5 E###l — EAX30-0 tH7Kif#k /]



— @cﬂaim SHY—

SPMT

THTL: 12,7 JIKBES :4.76
AIEIC : 12.7 IRETA®E D1 :55

OiF%E7Z @Slandard Stocks

SRR SR
e ZBEFE AL Carbide Coated
& Bk 3RIE 2% A06-A08F

Chipbreaker Ref.Page-A06-A08 ‘

& HIEGF->2EA098
Cutting condition Ref,Page-A09

ik Shape Hlgt Model No

40909ro8

SPMT120408-RO 0.8 [

SPUN =
-

TMINEL: 12.7 JRKEES:3.18
RPEIC: 127 RETALE D1 :

OFEXETE * ERPEESE OFRABUENE i L
@Standard Stocks  * Sell in China only ©sSell in Taiwan only t

& HENE-2EAM4T
Grade Ref.Page-A04

© EFSIEEE > % A06-A08F EFEB LSS Carbide Coated 2EFFE Cermet
Chipbreaker Ref.Page-A06-A08

& HIEE->SEA0T
Cutting condition Ref.Page-A09

JZiR Shape Eig% Model No

909rog
90.LMD4g

SPUN120308 0.8 o ©o

— SPUN120312 1.2 o o

SPMT ~ SPUN J1}4 —Shoulder Face Milling J55#tH] —END MILL & CUTTER $70 | J31
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@Ellain@ﬁawﬁmﬁ

ESP400 Right Hand Show
ESP400 E&tT)
ESP400 High Speed ks 5,9
Shoulder Face Milling Cutter | | D1
3% Dimenslon(mm)
EE YH @R 07 BR BWA BR B8 SEADERDER .. T4 B8 neeT
S8 Model No Sock B HE RE 2 BE RE XE XE JRTIRY Screw  Wrench
R L DC DCONAPMX LF EﬁgK\NWKDPCBDP D1 D2 cicT &2 wwm( TP
ESP400-063A05RA 63 254 10 50|48 95 6 |26 19 13| 5
ESP400-080A06RA 80254 10 | 50|60 |95 6 |26 | 19 13| 6
ESP400-100BO7R/LA @ (1003175 10 | 50 | 70 127 8 32 45 - | 7
EAP400-125B08RA 125(38.1 10 | 63 |80 158/ 10 |35 55 - | 8
ESP400-160B10RA 160 /50.8 10 63 (100191 11 |38 89 - | 10
ESP400-160B12RA 160(50.8 10 | 63 |100(19.1| 11 |38 | 89 | — | 12
ESP400-050A04RB @ 5022 10 40 | 41 104 6.3| 20 18 11 ?ZOTED Ccs45 | T-15
ESP400-063A05R/LB 63 /22 10| 50|48 104/ 6.3 20 18 | 11| 5
ESP400-080A06RB ®@@® 80 27 10 50 60 124 7 22 20 13.6/ 6
ESP400-100B07RB 100/ 32 10 (50|70 (144 8 255 26 18 | 7
ESP400-125B0SRB 125/ 40 10 63 |80 164| 9 |32 60| — | 8
ESP400-160B10RB 160| 40 10 | 63 (100164 9 (29 56 - |10
ESP400-160B12RB @® 160 40 10 63 100|164 9 32 5 - | 12

| END MILL & CUTTER #%7] —Shoulder Face Milling /5 F2kifl — ESP400 SEHE#)




SC
SC Rsk7

SC Sids Milling Cutter

: @cﬂain“ e ot s

Y& DImenslon(mm)
8 BT RS D8 BNERERE R TE OER ER SEEm LT
ESEIE Model No #E EE FERE B RNE RE EEE mE Insert Clamp Clamp Screw Wrench
Stock t -
DC CDX DCON CW pgs K1 KWW CICT Q oo [ m
SC100-16-254 @@ 100 29 ‘25.4 16 | 42 | 28 6.35 10
SP
SC125-16-254 ® 125/415/254| 16 | 42 | 28 6.35 14 12;;: SCR | SCL | SC8 | LW040
SC160-16-2564 ® |160| 59 ‘25.4 16 | 42 28 6.35 16
SC200-2031.75| @ | 200 76 31.75 20 | 48 352 7.92| 20 Shuo SOR | §CL | SG8 | LW040
SCT
SCT RIgED
SCT Side Milling Cutter HAR Fg
DCSFMS
DCON
! : CDX .
LF
o
I Dc L
3% Dimension(mm)
WA BANL WB WE 0N SNE ,, I8 BR BR SEEN LGS
2T Model No aE B RE¥E EE =2m EEF S Insert  Clamp mp Screw Wrench
So% bc cox pooN LF cw 268 cicr || S=5) L]
SCT100-16-254 @ 100 29 254 45 \ 16 | 42 | 10
' sPOO
SCT125-16254 | @ | 125 |41.5(254 45 16 | 42 | 14 o | SCR | SCL | SC8 | Lwoss
SCT160-16-31.75 @ | 160 | 45 (31.75 45 ‘ 16 | 70 | 16
SCT200-20-31.75 @ |200 | 65 31.75 45 20 | 70 | 20 ampg SCR | SCL | SC8 | Lwodo

SC %70 ~ SCT (40— Solt M —END MILL & CUTTER &7 |

J33
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Recommended Cutting Condition

VCIHIEEE MIBE®ERERE Feed
&HIJ_*JI VC Cuting Speed (aspect ratio=3D)(m/rev) Depending On Drill Dia.
Workpiece . TN D s |= S| P T
(m/min) 61 7 1 ' n
50-100-150 0.04~0.08{0.04~0.08|0.04~0.08|0.04~0.08|0.04~0.08
=k ]
BEa 0.04~0.12|0.05~0.16(0.08~0.18(0.10~0.22
Allo 50-100-160 0.04~0.10
Ste;’l 0.04~0.10/0.04~0.12{0.04~0.14]0.04~0.14
s 0.06~0.1210.06~0.14|0.06~0.14 {0.06~0.16[0.06~0.16
Carbon 0.04~0.10{0.06~0.12{0.08~0.16 [0.08~0.18(0.08~0.22
Steel 30-70-120
0.04~0.18|0.06~0.12|0.08~0.18(0.08~0.18|0.08~0.22
0.04~0.12|0.06~0.14|0.08~0.17[0.08~0.17 [0.08~0.20
0.04~0.12{0.04~0.1210.04~0.12
40-90-150 0.04~0.10(0.04~0.12
0.06~0.14]0.06~0.16|0.06~0.20
TiaE .04~0.1210.04~0. .04~0.
StainlessSteel 60-100-160 0.04~0.10/0.04~0.12 B0i=012 004 1210.07 =
0.06~0.14(0.06~0.14|0.06~0.14
0.05~0.14|0.06~0.18(0.10~0.22(0.10~0.26
K [ 80-100-150  [0.04~0.10
0.04~0.12/0.04~0.14{0.05~0.160.05~0.18
g
[ Jordered * ERTEENEE  ORMRAMENE z =
@Standard Stocks ¥ Sellin China only ©=ell in Taiwan only
& HEM#E-2EAMEF
Grade Ref.Page-A04 .
& BTEIEEIE>2EA06-A08F FEBEHE S S Carbide Coated
Chipbreaker Ref.Page-A06-A08
& JHIEE-ZEA09E
Cutting condition Ref.Page-A09
4% Shape BIZE Model No RE L IC S
SPMT050204-GO 0.4 5 5 2.38 2.2 o
SPMT060204-GO 0.4 6 6 2.38 2.6 [ ]
GOrhiMI
Medium SPMTO07T308-GO | 0.8 794 | 794 | 397 2.8 [ ]
SPMT090408-GO 0.8 9.8 9.8 4.3 4.2 o
SPMT110408-GO 0.8 11.5 11.5 4.76 4.4 )
SPMT140512-GO 1.2 14.3 14.3 5.2 5.75 e

| END MILL & CUTTER §%7) —Solt §#12— SPMT I E#EIB®R
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o CHEUNY -oco 55 0

SPS %35

SPS series Side Milling Cutter

Multi-Edge Side Milling

n[IRAHERG RS - RINAEUINII ¥

It can enhance feeding with High performance cutting,

the cutter can fit with other brands inserts. “
" Li‘ -

.
Stainless S*~el Cast Iron

BUETAINERKEZE - RNHEARSRANEETE - SS4mEREEH -

TiAIN coating with high temperature resistant elements,

RNHENZERBRZRT EENERESEFRE -

Treatment technology of special coating , the coating is more firnly bonded to the substrate

BPVDEE - 7JO5EF) -
Thin PVD coating make cutting edge sharp.

HmENERCEREESE  RAaNEEFNRENY -
High hardness and high toughness.

FEERBUANRAEREN « ZRAERANERRESTREXRE -
High surface finishing.

I"'-'f ﬁ@ Insert Feature p,ﬁzﬁf

SPS {50 —Solt #£M—END MILL & CUTTER #7| J35



&3 crain’ 2075
SPS

SPS (A7)
SPS Side Milling Cutter i B Fig
DCON \(
owl B :
L - —
Y 7% Dimension{mm)
tHl  WE UH EEE RESE RiIE ENR A B REEF
ERFYE Model No tE EEf Ef =HE Ef et AR TRGR Insert ~ Screw  Wrench
ke Stack DCS <> BE
DC DCON CW pyg Kt kww THuB cicT S22 wmg T ST
@ sPsos080-068 80 | 22| 6 |44 241 6 | 8 8
@ srsoss0-078 80 | 22 | 7 | 44 (241 6 | 8 | 8
@ sPsos080-06A 80 (254 6 | 44 | 28 635 8 8
@ spsos080-07A 80 254| 7 | 44 | 28 635 8 | 8
@ spsos100-068 100 27 | 6 | 44 (208 7 | 8 | 10
@ sps05100-06A 100 (254 | 6 | 44 | 28 635 8 | 10 |pog
0502000 Cs20 T-8
@ spso5100-07A 100 (254 7 | 44 | 28 635 8 | 10
@ spsos100-078 100 | 27 | 7 | 44 (208 7 | 8 | 10
@ spsos125-068 125 32 | 6 | 54 (348 8 8 | 12
@ spsos125078 125 32 | 7 |54 (348 8 | 8 | 12
@ spsos125-06A 125 3175 6 | 54 |352|7.82) 8 | 12
@ spsos125-07A 125 31.75 7 | 54 352 7.92| 8 | 12
@ sPsos0s0088 | @ | 80 | 22 | 8 | 44 (241 6 | 8 | B
@ spPsoeos0-0908 | @ |80 | 22| 9 | 44 (241 6 |10 | 8
@ sPsos080-10B | @ | 80 | 22 | 10 | 44 241 6 | 12 | 8
@ sPsoe080-0sA | @ | 80 254 8 | 44 | 28 (635 8 | 8 |
Cs22 T-7
0602010
@ sPsos080-09A | @ | 80 (254 9 | 44 | 28 (635 10 | 8
@ sPso6080-10A | @ | 80 [25.4| 10 | 44 | 28 |6.35| 10 | 8
& spPs06100-08A 100 254 8 | 44 | 28 635 10 | 10
@ sPsos10009A | @ | 100 (254 9 | 44 | 28 |635| 10 | 10

X FEHEFE % Continued on next page.

J36 | END MILL & CUTTER #%7) —Solt ##2—SPS fIg%7]



________________________________________________________________________________________ __ @cﬂain@’ “eentat s o

% Dimension(mm)
YRl MRER YDAl IR WEEE R/l AR AR W RERT
EFRTE Model No S{EEK BERf BEE =RE féi WEER RE IR Screw  Wrench -

DC DCON CW e K KWW THUB CICT & mmd) Dl e
@ spso6100-008 100 27 | o | 44 |208] 6 | 10 | 10
@ sPso6100-10A | @ | 100 254 | 10 | 44 | 28 |6.35| 10 | 10
@ sPsost2s-088 | @ 125 32 | 8 54 348 8 | 8 | 12

CSs22 T-7

@ sPso6125-108 | @ | 125| 32 | 10 | 54 |348| 8 |10 | 12 | OC
@ spsos12508A | @ | 125 (3175 8 | 54 352 7.92| 8 | 12
& spsos125-10A 125 (3175 10 | 54 |352|7.92| 10 | 12
@ spso7080-118 80 22 1 | 44 241 7 |12 | 8
@ spso70s0-128 80 | 22 | 12 | 44 (241 68 | 12 | B
@ spso7080-11A 80 254 11 | 44 28 635 12 | 8
& spso7080-12a 80 |25.4| 12 | 44 | 28 (635 12 | 8
© spsor100-108 100 27 | 10 | 44 (2098 7 | 10 | 10
® spsor100-118 100 | 27 | 11 | 44 |208 7 | 12 | 10
® spso7100-128 100 | 27 | 12 | 44 |208 7 |12 | 10
@ spsoz100-11a 100 (254 | 11 | 44 | 28 |6.35| 12 | 10
@ spso7100-12a 100 | 254 | 12 | 44 | 28 (635 12 | 10 ;.o css | T8
@ spso7125-118 12532 | 11 | 54 348 8 | 12 | 12
@ spso7125-128 125| 32 | 12 | 54 348 8 12 | 12
@ spso7125-11A 125 (3175 11 | 54 |352|7.92| 12 | 12
@ spso7125-12a 125 3175 12 | 54 |352|7.92 12 | 12
©® spso7160-118 160 | 40 | 11 | 54 |435 10 | 12 | 16
@ spso7160-128 160 | 40 | 12 | 54 (435 10 12 | 16
©® spso7160-11A 160 (3175 11 | 54 362 7.92| 12 | 16
® spso7160-12A 160 (3175 12 | 54 |352 7.92| 12 | 16
® spso9100-148 100 | 27 | 14 | 44 |208 7 | 16 | 10
& spsostoo-168 100 27 | 16 | 44 (208 7 | 16 | 10 ooy CS3
@ spsosi00-14a 100 [254 | 14 | 44 | 28 |6.35 16 | 10

X FETH - X Continued on next page.

SPS {5 J)—Solt M —END MILL & CUTTER #70|  J37



J38

3% Dimension(mm)

Y WA R EEE RESE RN EER . KGR RUES
EFTE Model No s?tio]fk EE BEEf =®E E:% ER REE IA5W Screw  Wrench -
DC DCON CW e KI KWW THUB CICT & mmd) Dl e
& sPs09100-16A 100|254 16 | 44 | 28 635 16 | 10
& sPs09125-14B 125 32 | 14 | 54 |348| 8 | 16 | 12
@ sps09125-168 125 32 | 16 | 54 (348 8 | 16 | 12
@ sPs09125-14A 125 31.75 14 | 54 |352|7.92| 16 | 12
& spsog12s-16A 125 31.75| 16 | 54 |352|7.92| 16 | 12
@ spPsog160-148 160 | 40 | 14 | 54 [435| 10 | 16 | 16 - O | s | Ts
@ spsos160-16B 160 | 40 | 16 | 54 435 10 | 16 | 16
@® spsogi60-14A 160 [31.75 14 | 54 [352|7.92| 16 | 16
@ spsogieo-16A 160 31.75 16 | 54 352 7.92| 16 | 16
@® spsos200-148 200 | 40 | 14 | 80 [435| 10 | 16 | 18
@ spsog200-168 200 | 40 | 16 | 80 (435 10 | 16 | 18
@ spsi1125-188 125 32 | 18 | 54 |34.8| 8 | 20 | 10
@ spsi1125-208 125 32 | 20 54 348 8 |20 | 10
@ spsi1125-18a 125 31.75 18 | 54 |352|7.92| 20 | 10
@ spsi11125-20a 125 31.75 20 | 54 352 7.92| 20 | 10
@ sps11160-188 160 | 40 | 18 | 54 [435 10 | 20 | 12 |,
Cs40 T-15
@ spsi11160-208 160 | 40 | 20 | 54 |435| 10 | 20 | 12 7"
@ spsit160-18A 160 |31.75 18 | 54 |352|7.92| 20 | 12
@ sPs11160-20A 160 31.75 20 | 54 |352|7.92| 20 | 12
© sps11200-188 200 | 40 | 18 | 80 |435| 10 | 20 | 14
@ sps11200-208 200 | 40 | 20 | 80 (435 10 | 20 | 14
@ spsi14125-258 125 32 | 25 | 54 |348| 8 | 25 | 10
@ spsi1412525n 125 31.75 25 | 54 352 |7.92| 25 | 10
@ spsi4160-258 160 | 40 | 25 | 54 [435| 10 | 25 | 12 |, .0 ) cses | Tas
® spsi4160-25n 160 31.75 25 | 54 |352|7.92| 25 | 12
@ sps14200-258 200 | 40 | 25 | 80 435 10 | 25 | 14

| END MILL & CUTTER #%7) —Solt ##28—SPS fIg%7]



SPT #3|

SPT series Side Milling Cutter

CHEUTY -0 o 06

Has Multifunction With Multiple Milling Tools

IR ARG RS - RIAEUINII (¥

It can enhance feeding with High performance cutting,

the cutter can fit with other brands inserts.

7] Ff ﬁ@ Insert Feature

REETAINES:RER @ FMiENRSRNMETE  GREUERERHA -

TIAIN coating with high temperature resistant elements.

RANZEERRL - 2ETERGSEFE -

Treatment technology of special coating , the coating is more firmly bonded to the substrate

FEWPVDERE - 7JO8F -
Thin PVD coating make cutting edge sharp.

HERNRCRBEESSE - HASNEENTENAIM -
High hardness and high toughness.

ZEENHRNRERELN - ERAERNNERRES TRELRE
High surface finishing.

ot
Processing on Stainless Steel Castlron

SPT {I$% ] —Solt $#iM—END MILL& CUTTER #70|  J39

.



SPT i lewllrv ) y DCSFMS
SPT {RIgx] DCON
SPT Side Milling Cutter KWW
"Dz
I e |
CBD
LF -

| |
3% Dimension(mm)

H AE KRR OH BEE AR SR PRI EHRERE . h BM
#E Ef BE TR EE EE EE RE RE fIIRVERY Insert  Screw

Stock
** pc pcoN LF cw 2SS kww kpP cBOP D1 D2 cICT )

AEREEE Model No

FMS
@ spPTos80-068 80 |22 40 6 |44 10463 20|18 11| 8
@ sPross0-078 80|22 40| 7 | 44 104/6.3| 20| 18 | 11 | 8
@ sPT05100-088.  [100| 27 | 45 | 6 | 50 [12.4) 7 | 23|20 |13 | 10 g,
0502000 CS20 T-6
@ spr05100-078|  [100| 27 |45 | 7 | 50 [12.4| 7 |23 |20 |13 | 10
@ sPro5125-088|  125(32 |45| 6 | 70 14.4) 8 |32 45 | — | 12
@ sPTo5125-078| 12532 |45 | 7 | 70 144 8 |32 |45 | — | 12
@ sPT0680-088 | @ 80 22 40 | 8 | 44 104/63 20 18 |11 | 8
@ sP10680-098 | @ |80 | 22|40 | 9 | 44 104/63|20 18 |11 | 8
@ sP10680-108 | @ |80 |22 |40 | 10 | 44 10463 20 18 11| 8
@ sP106100-088) @ 100| 27 | 45 | 8 | 50 [12.4| 7 |23 | 20 [ 13| 10 |gpg
06020001 Cs22 T-7
@ sP106100-098| @ 100| 27 |45 | 9 |50 124 7 | 23|20 13|10
@ sPT106100-108| @ [100| 27 |45 | 10 | 50 124 7 | 23|20 |13 | 10
@ sPT06125-088| @ (12532 (45| 8 | 70 144 8 |32 45| — | 12
@ sPT06125-108| @ 125 32 | 45 (10 | 70 14.4| 8 |32 | 45| — | 12
@ spto780-11B 80| 22|40 | 11 | 44 10463 20|18 11| 8
@ spro7s0-128 80|22 (40|12 |44 10463 20|18 |11 | 8
@spPro7100-118]  [100| 27 | 45 | 11 | 50 [12.4) 7 | 23| 20 |13 | 10 gy
CS25 T-8
077300
@spPTo7100-12B]  |100| 27 | 45 | 12 | 50 [12.4] 7 |23 20|13 | 10
@spro7125118|  |125|32 | 45 | 11 | 70 14.4| 8 |32 |45 | — | 12
@spPro7125-12B]  |125| 32 | 45| 12 | 70 [14.4| 8 | 32 | 45| — | 12

X B FEH- X Continued on next page.

J40 | END MILL & CUTTER #%J) —Solt #;¥2 —SPT flg;/]



.. @cnaim SR

3% Dimension(mm)
TH ME R HH BRE @R AR RGIEREERE . A B8 RERT

AN, FF EB BB TR EE ES NE R RE ORTVORY 7% et Soew Wench
"% DC DoON LF cw DGS kww KDP CBDP D1 D2 CICT ww) T B

@ spTo7160-11B 160| 40 | 50 | 11| 80 164/ 9 |29 56 | — |16 o,

077300 C825 T-8
&)sPTo7160-12B)  |160| 40 | 50 (12| 80 164 9 |20 | - | 55 16
@)sPT09100-148|  [100| 27 |45 | 14 |50 124 7 |23 13| 50 | 10
@)sPT09100-168|  [100| 27 | 45 | 16 | 50 124 7 | 23 | 13| 50 | 10
@)SPT09125-148 125/ 32 |45 | 14 | 70 144 8 |32 | — |45 12
@)sPT09125-16B 125/ 32 |45 | 16 | 70 14.4| 8 |32 | — |45 12 g

0904 CS835 T-15
@)sPT09160-148 160/ 40 |50 | 14 | 80 (164 9 |20 | — |55 16 -
@)sPT09160-168) 160/ 40 |50 | 16 | 80 164 9 |20 | — | 5g | 16
@)sPT09200-148 200/ 40 |50 | 14 | 90 164 9 |20 | — | g5g | 18
@)sPT09200-168| 200/ 40 | 50 | 16 | 90 (164 9 |29 | — |5g | 18
@)sPT11125188) 125/ 32 |45 | 18| 70 [144| 8 | 32| — | 45 | 10
@)sPT11125208|  [125) 32 |45 (20 | 70 144 8 |32 | — | 45|10
@ sPT11160-188| 160 40 | 50 | 18 | 80 164 9 |29 - |56 | 12 |

110400 Cs40 T-15
@)sPT11160-208| 160/ 40 |50 | 20 | 80 164 9 |20 | — |55 | 12
@)sPT11200-188| 200/ 40 | 50 (18 | 90 164 9 (20| — |56 | 14
@)sPT11200-208) 200/ 40 | 50 | 20 | 90 |16.4| 9 (20| — |55 |14
@)sPT14125.258| 125 32 45 |25 70 (144 8 |32 | — |45 10

sPOO
@ spr1at60258)  |160| 40 | 50 | 25 | 80 [16.4] 9 | 20| — |56 |12 |, 0 | csts | s
@ sPT14200-258  |200| 40 | 50 | 25 | 90 164 9 | 29| 16 | 56 | 14

SPT fl#h)—Solt S —ENDMILL& CUTTER #0 | J41
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| TR T RET]

Replaceable T type slot.

JERATEET]

B8 7] R E IR R R F 1 A R 2
Save the change tool time
and back to grinding cost.

| BIMLRTERE TREMLSESAITR

The special design of T-slot end mill is for working on
Workbench table

O RGEENE T - &N TS -
fRECSPCTIRI#F - MANMS - SJERMETDA -
It can cut workpiece with large range and save
processing time cost.

T-slot end mill can combine with SPGX series
insert with high versatility, there are four angles
can be used.

| END MILL & CUTTER £%J]

Multi-Edge Side Millin




TSP T BYi®iRs%T
TSP T Slot End Mill

New Speciijeation Arrlval

.. @cﬂaim SR

s

B Fig
Cw
== |
DC — —-—-—-— -—|-|DCON |
) LF
3% Dimension(mm)
T OB e OB ®E 9E o 7K B8 BEES
BT Model No ctE BE BEE EE 2R =HE Insert  Screw Wrench
%% Dc DCON DN LH LF cw cicT we( [ 8 Price
TSP0520-C1608 | ® | 20 | 16 | 12 | 30 (120 | 8 | 2
TSP0525-C2008 | ® | 25 | 20 | 13 | 30 |120 | 8 | 4
TSP0530-C2008 | ® | 30 | 20 | 18 | 30 (150 | 8 | 4 g
Cs20 T-6
050200
TSP0535-C2008 | ® | 35 | 20 | 18 | 30 (150 | 8 | 4
TSP0540-C2508 | ® | 40 | 25 | 22 | 40 150 | 8 | 4
TSP0550-C32-08 | ® | 50 | 32 | 28 | 40 (150 | 8 | 4
@ rtspos20-c16-10 | ® | 20 | 16 | 12 | 30 120 | 10 | 2
@ sPos25c20-10 | ® | 25 | 20 | 13 | 30 [120 | 10 | 4
@ 1sPossoc20-10 | ® | 30 | 20 | 18 | 30 150 | 10 | 4
@ 1sPos3s-c2010 | ® | 35 | 20 | 18 | 40 [ 150 | 10 | 4 |soog
Cs22 T-7
0602010
@ 1spossocas10 | @ | 40 | 25 | 22 | 40 150 | 10 | 4
@ 1srPoss0ca2-10 | @ | 40 |32 | 22 | 40 [150 | 10 | 4
@ 1sPosso-ca-10 | ® | 50 | 32 | 28 | 40 150 | 10 | 4
@ Ttsposso-caz10 | ® |60 | 32 | 28 | 40 150 | 10 | 4
@ tsroraoc2012 | ® | 30 | 20 | 18 | 30 150 12 | 4
@ rspo7asc20-12 | ® | 35 | 20 | 18 | 40 | 150 | 12 | 4
@ tsroraocos12 | @ | 40 | 25 | 22 40 150 | 12 | 4 g
077300 Cs25 T-8
@ rspo7aocaz12 | @ | 40 | 32 | 22 | 40 150 | 12 | 4
@ 1sporsocaz12 | ® | 50 | 32 | 28 | 40 150 | 12 | 4
@ 1sporeocaz12 | @ |60 | 32 | 28 | 40 150 | 12 | 4
X FEEFE - X Continued on next page.

TSP T EUfEi##% ) — Solt £t# — END MILL & CUTTER #£70 |
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3% Dimension(mm)

ws JE WA WE o 74 B8 mEES
EgrEe v : RE =R HE ®  Insert Screw Wrench
2% Model No Stack &
DC DCON DN LH LF Cw cIcT Q wea(] "] &8 Price
@ 1sP1140-c2518 | @ | 40 | 25 | 22 | 40 150 | 18 | 4
@ rsp1140-c32-18 | @ | 40 | 32 | 22 | 40 [150 | 18 | 4
spO0O
@ TsPi14ssc32205 @ 485 32 | 25 | 60 | 140|205 | 4 |- | cse0 | T
TSP1150-C3218 | @ | 50 | 32 | 28 | 40 | 150 | 18 | 4
@ 1spreocaz1s | @ |60 | 32 | 28 | 40 150 18 | 4
@ 1sP1460-c3226 | @ | 60 | 32 | 28 | 40 [ 150 | 26 | 4 [ouaop| Cses | TS

| END MILL & CUTTER #%J) —Solt $4#8—TSP T EY{8ixst )



Ny
CHEUTY -0 o 06

.
CEP 25

CSP series

Multifunctional Chamfer Cutter

B

Special chamfering tool , it can meet various angle chamfering requirements,
effectively reducing machining time and tools costs.

fIEAIS ML
Side Chamfering
ME ViEmT MEemEmT
Side V Groove Processing Back Chamfering
flAMmT [SiEgh:E =2 TlEEE HHES RIEVE
Chamfer Chamfer Of Side Chamfering Back Chamfering Side V Groove
Processing Rounding Hole Processing

n F[' Hﬂ Insert Feature

BETAINERRERE - FNWETRSENRT TR - GoHEREEA -

TIAIN coating with high temperature resistant elements.

BHNZEEER  ZEVARSSEEE -

Treatment technology of special coating , the coating is more firmly bonded to the substrate

HHIPVDERE » 71O#R -
Thin PVD coating make cutting edge sharp.

HRENRLEERESE - RAGNBEAREKY -
High hardness and high toughness.

ZERNHAHRE BERIT - ZRFEENOERHES T RENLRE
High surface finishing.

BEME S = A

Processing on Stainless Steel CastlIron

CSP {5 J]—Muiti-Function Milling DIPRESEH] — END MILL & CUTTER #70 |

LY .
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®
@Eﬂﬂ_ﬁﬁtﬂﬁma

CSP GR7A2

| MewArrival

CSP StEfAT)
CSP Countersink e . @ Fig =
L S S
3% Dimension(mm)
QN mA W@ OB B oo 74 @8 REET
AERREE Model No wE BEf UHEER BE 2RE 2R Insert  Screw Wrench
= Stock I~
DC DCX DCON LH LF  cIcT wanl) =18 Price
& cspos-c10-0611 ® | 6 | 11| 10| 17 |100 | 1
& cspos-c12-1015 ® |10 | 15 | 12 | 20 [120 | 2
& csPos-c16-1116 ® 11 16 | 16| 25 150 | 3 7 cso | Te
& cspos-c16-1318 ® | 13| 18 | 16 | 30 |150 3
& csPosc201823 | @ | 18 | 23 | 20 | 35 150 @ 4
& csros-cie1622 | @ | 16 | 22 | 16 | 30 | 120 | 3 |57 | cs2 |
& csPor-c20-1725 ® | 17 | 25 | 20 | 30 | 120 | 3 |SPOO| ces | Ta
& cspos-c20-1930 ® | 19| 3 |20 | 40 |150 2
@ csPogc202556 | @ | 25 | 36 | 20 | 28 | 150 | 2 |
0904 CS835 T-15
@ csposcas2940 | @ | 29 | 40 | 25 | 40 | 150 | 3
@ csPoocosagso | @ | 39 | 45 | 25 | 40 | 150 | 4
& cspi1-ca0-1226 ® 12|26 | 20 | 40 | 150 | 1
SPODO
& cspi1-cos-2538 ® 25 38 | 25 40 [150 | 3 |, . |cso | T
& cspi1-ca2-3248 ® 32 |46 | 32 | 40 | 150 | 2
EFLEEAEMNT HWEINT RIEEAMT TEEANT flEV#EMT
Large hole chamfering Chamfering Side Chamfering Back Chamfering Side V Groove Processing
L e

| END MILL & CUTTER #%J) —Multi-Function Milling BIhae#kH| —CSP SLIAeEIRA )



________________________________________________________ __ @cﬂain@’ “certa g s
SO

[ Jordotcd
@Standard Stocks

& MENTB>28A018
Grade Ref.Page-A04

& #idllsEE->2%A06-A088 ~
Chipbreaker Ref.Page-A06-A08 RE

@ UElfE4—BEA09F 2 o .
Cutting candition Ref.Page-A09 ZEENEE Cabide Coated

#gE Madel No

SOMT12T308PEER-JH | 0.8 12.7 | 3.97 L o [ ] ‘ o e

|SOMT‘12T308PEER-JM 0.8 12.7 | 3.97 [ [ L ‘ | L

| DC |
EASX400 ‘ D1 _‘ ‘
FEFTREFI(R) ’-1 bz,
Right Hand Show 3 i B F'g
EASX400 L@t - :
EASX400 High Speed LF
Shoulder Face Milling
Cutter CBDP
o Lf*
DCON

3% Dimensian(mm)

Rl E £07) 5% BEA BiE RE REIIZREIERR e Ph K& RARS

FMS
EASX400-063A05RA | @ | 63 254 10 | 50 | 46 (95| 6 |26 | 19 |13 | 5
EASX400-080B0BRA | @ | 80 [25.4/ 10 | 50 | 60 |95 6 | 26|19 |13 | 6
EASX400-100BO7RA | @ |100/31.75 10 | 50 | 70 127 8 |32 |45 | — | 7
EASX400-125B0SRA | @ |125/38.1/ 10 | 63 | 80 (159/ 10 |35 |60 | — | 8
EASX400-160C12RA | @ |160|50.8 10 | 63 [100/19.1| 11 | 38 | 90 | — | 12
EASX400-050A04RB | @ |50 |22 | 10 | 40 | 41 [10.4(6.3 |20 | 18 |11 | 4 |, | cs3s | T4
EASX400-063A05RB | @ | 63 |22 |10 | 50 | 48 104/ 63|20 | 18 |11 | 5
EASX400-080BOGRB | @ |80 | 27 |10 | 50 | 6 |124| 7 | 22| 20 [13.6| 6
EASX400-100BO7RB | @ |100| 32 |10 | 50 | 70 144 8 (255 26 |18 | 7
EASX400-125B08RB | @ |125| 40 | 10 | 63 | 80 (164 9 |32 |56 | — | 8
EASX400-160C12RB | @ |160| 40 | 10 | 63 (100164 9 | 29 | 56 | — | 12

SO 7K ~ EASX400 SEE#EJ]—Shoulder Face Milling 55351 — END MILL & CUTTER $%7J |
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Recommended Cutting Condition

#%EI# Workpiece —

JJ# Diameter

a0
v 150-200-250 150-200-250
# gl Mild Steel (SS400)
f 0.01-0.20 0.01-0.30
\' 160-200-250 160-200-250
TR A iR Stainless Steel (SUS304)
Stainless Steel f 0.15-0.20 0.15-0.30
K v | 100-200-250 | 100-200-250
§£8 Cast Iron (FC250)
o f 0.10-0.20 0.10-0.30

v 300-500-1000

300-500-1000

&% Alloy (ADC12)
f 0.15-0.20

0.15-0.20

—

@ (V=m/min. f=mm/7]) (TFRR{E—#HE— LRME) (Min.—Optimum—Max.)
@ LAMIFRE (N)= (1000xt]HEE (V) ) = (3. 14xTEEE(D) )

OiBELR ()= (ETER @) T AT @)« TAEEERE (N) )

SE
_

TMIDTL: 127  JAEES :4.76
RIEIIC : 12.7 RETAEE D1 :

OkE
G : §ifE! (General) H : E])H|(Heavy)
AK_/L : $2H (Aluminum)

* {ERERAMEEHE
*llimited sell for some areas

EEFESE Carbide Coated

KJ8% Model No

EHW1204AFTN 0.4 ( AN J | J

EMT1204AFSN 0.4 | J

EHT120408-AK 0.8

EHT1204AFFN-EC 0.8

| END MILL & CUTTER #%J) —Surface Milling SEE#tH| — SE B EETIBR



'SE

YHIZDTL: 134 JIREE S :3.97
AEIC : 134 IRSTAE D1 :

OXE
G : §iFTY (General) H : E4EI (Heavy)

@L'Hain® ccerioo g ode

AK/L : $8/ (Aminum) BEIEEASR Carbide Coated
*EREBIBESEE  *llimited sell for some areas
sk Shape KU Model No RE
SEMT13T3AGSN-G| 0.4 o [ J
SEMT13T3AGSN-H| 0.8 o
h
SEET13T3AGFN-L | 0.4 [ J
p—
SEET13T3-EO 0.4 o [ J
—
SEET13T3-UO 0.4 [ J
F SEET13T3-HO 0.4 [ )

SE H2#ELE TR —Surface Milling S2E#%H] — END MILL & CUTTER $£70 |
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@C’llaﬂ?® R A

S45SE

S45SE @Esk/)

S45SE High Speed Shoulder Face Milling Cutter

= !
0.03mmBIR

Right Hand Show

DCX

DC

D1
.

—_—
OH MAY WE t17) WME BEE BE BE R RRRRER

:

IRERDRGERS

MEDHED. 03mmplA

LF SHEITRED. 0AmmELA
Tolerance atter instal

Insert face within 0.03rmm
perpheral within 0.05mm

Y& Dimension(mm)

n AA SR REES

= EE WES B8 SN R B8 RE XK RE URTIRT P2 et Scoew Wrench
i S :E DC;! DCONAPMX LF EﬁgKWWKDPCBDP D1 D2 cICT ne) ]
50A04R-S45SE12B @ |50 62 22 40 55 45 104 63 20 11 16 4
63A05R-S45SE12A @ | 63 |75 254 50 |55 50 95 6 (26 13 34 5
BOBOGRIL-SISSE12A @@ 80 92 254 50 55 56 95 6 26 - 38 6
100B0GR/L-S45SE12A | @|@ 100 1123175 50 |55 70 127 8 32 - - 6
125B08R/L-S45SE12A @ @ 125 137381 63 55 80 1569 10 35 - — 8 .0 oo .
160B10R/L-S45SE12A @ | 160 172|50.8 63 |55 1001191 11 |38 — - 10
63A0SR-S4SSE12B @ |63 (75 22 40 55 50 104 63 20 1 17 5
80BOBR/L-S45SE12B @@ 80 (92 | 27 50 |55 56 124 7 |22 136 - 6
100BOGRIL-S4GSE12B @@ 100 112 32 50 55 70 144 8 32 - - 6
125B08R/L-S45SE12B (@ |125(137|40 63 |55 80 164 9 35 - | — | 8
160B10R/L-S45SE12B @ 160 172 40 | 63 55 100164 9 29 -  =— 10
50A04R-S45SE13B  |@ |50 |64 |22 40| 6 45 104 63 20 11 17 | 4
GIAGSRSISSE13A @ 63 76 254 50 6 50 95 8 26 13 34 5
80BOBR/L-S45SE13A (@@ 80 |93 254 50 | 6 60 95 6 26 — 35 6
100BO6R/L-S45SE13A @ @ 100 1133175 50 6 70 12.7 8 |32 | - :45 6 oo
100BO7R/L-SE45SE13A @ @ 100 (1133175 50 | 6 |70 12.7 8 |32 - 45| 7 g‘;" cs% | ™15
125B08R/L-S45SE13A @ @ 125 138381 63 | 6 | 80 159/ 10|35 | - | - | 8
160B10R/L-S45SE13A |@| |160(173(50.8 63 | 6 100 194 1138 - - 10
63A0SR-S45SE13B @ (63 76 22 40 6 50 104 63 20 11 17 5
63A06R-S45SE13B @ |63 (76 |22 40| 6 50 10.4 6.3 |20 11 176
¥ R TR X Continued on next page.

| END MILL & CUTTER $%7) — Surface Milling SRt —S4SSE SLHE%T)



PERRELEE Model No

Y i% Dimension(mm)

tIRI RAY WA t17) IRE EEE R S8 REARREDRE

#E EBEf AIEE Bff RE =R
Stock

EfE
DCS

DC DCX DCONAPMX LF FMSKWWKDP CBDP D1

Ccrairy ...

m JF  BM NNET
RE R RE IRVIRY

Insert Screw Wrench

D2 CICT L (IO

80BO6R/L-S45SE13B @@ 80 |93 |27 | 6 | 50 | 56 124| 7 22| — (136 6
100BO6R/L-S45SE13B @@ 100|113 |32 | 6 |50 | 70 144| 8 |25 | — (17.5| 6
SEOO
100BO7R/L-S45SE13B @ @® 100|113 32 | 6 |50 | 70 144/ 8 25| — [17.5| 7 [1373 |CS35 T-15
oo
125B08SR/L-S45SE13B @ 125|138 40 | 6 |63 |80 (164| 9 35|60 | — | 8
160B10R/L-S45SE13B @ 160|173 40| 6 | 63 |[100(164| 9 29| — | — |10
FEFRTAREFI (R) :
‘ SE50 Right I-;—:ndShuw
SES50 sk
SES0 High Speed Shoulder Face Milling Cutter ﬂg ;H%l
I ———
—
-—— -——-——|:-|DCON
| LF
¥i& Dimension(mm)
_ EHI S|Xx W3 ) | B 78 FhF &8 RERF
ZEREIE Model No B Ef CHEE EBEf RE RE =8 Insert Screw  Wrench
Stock
DC DCX DCON APMX LH LF CICT wnw) T 548 Price
S|
SE50-C32-4-13T3 50 | 62 | 32 | 55 | 45 | 120 | 4 (FFO5 | cse5 | s |
. :
SE50-C32+4 50 | 62 | 32 | 6 | 45 | 120 | 4 |3pEy oses | T5

S45SE ZE$ED « SESO §%d% ) —Surface Milling SZE#tH] — END MILL & CUTTER #£7 |



@CHEIH®H§GJHUDE
JDMT

R~ Dimension

TMITNEL: 6.4 JIREE S:2.45
AIE IC: 43 RETAME D1 :4.4

| &Rl TE *ERPEHEHE OERABMENRE
@Standard Stocks % Sell in China only ©Sell in Taiwan only

& MENR-BZA4E
Grade Ref.Page-A04

& EfH| R ->8EA06-A088
Chipbreaker Ref.Page-A06-A08

& JHlEHE->BEA9F
Cutting condition Ref.Page-A09

fiZik Shape % Model No
JDMT070202R 0.2 (] e () () o
JDMTO070204R 0.4  J  J L ([ ] @
EAP
EAP im$t
EAP End Mill .. mﬂg
T e—
— .
3% Dimension(mm)
E ég g T I7J}='|' i#ts IRERZF
FEMAUIR Model No &= e = I
L DCON LH LF cicT mo) T Prce
EAPHAO07-D10-120 e 10 10 15 120 2
EAPHAO07-D11-120 e 1 10 15 120 2
EAPHAO07-D12-100-3T 12 12 15 100 3
@ EAPHA07-D12-100 ® | 12 |12 | 15 | 100 | 2
EAPHA07-D12-150 ) 12 12 15 | 150 2 —
oroeop| <510 | T
EAPHAO07-D13-100 [ ] 13 12 15 | 100 3
EAPHA07-D13-150 ([ ] 13 12 15 | 150 2
EAPHAQ7-D13-150-3T [ ] 13 12 15 | 150 3
EAPHA07-D16-150 ([ ] 16 16 20 | 150 4
EAPHAQ07-D17-150 [ ] 17 16 15 | 150 4

J52 | END MILL & CUTTER #%J) —Shoulder Face Milling /5 E§#Hl—JDMT)F - EAP i8%7)




'TPUN

OIEEETF * ERPETEHE
@Standard Stocks  k Sell in China only

& MENMB-2EAM4T

Grade Ref.Page-A04

& EffliERIE—-8+A06-A088
Chipbreaker Ref.Page-A06-A08

& IR -2 EA09
Cutting condition Ref.Page-A09

OEREEEHE
©@Sell in Taiwan only

@L'Hain® ccebion g ode
=

EEMR®E Cermet
TR U g T me ol @ 23
¥E  EE 5= g il T B P25
Bt Shape Wi ModlNo RE L IC S g & 3 S BERIE: §
[ TPUN160308 0.8 | 16.5 |9.525| 3.18 o o
[ TPMN220412 1.2 22 12.7 | 4.76 ([ ]
! SAE
SAE BEAIm#tD
SAE Shoukder End W o Emw
! Dcon
| LF I
% Dimension(mm)
- Tk L) WERS
T oy HEE FEEE  guRE sk 0T o e
Madel No Stack DC DCON  APMX LF g B4 Price
SAE-30 @ 30 20 14 120
SAE-35 o 35 20 14 120
TPOO
SAE-40 o 40 20 14 120 1603000 TP-W1/4 Lwo40
SAE-45 o 45 20 14 150
SAE-50 () 50 32 14 150
SAE-63 () 63 32 18 150 s | TPwsite | Lwoso

TPUNZJH - SAE E&%#%7]—Shoulder Face Milling 5E#%4I—END MILL & CUTTER #70 | J53



2 cHain’ w0005
T™M45°

TM45 ' EIE 7]
TM45" Countersink  EmFg ——

o --LDCON

45°
LH

LF

3% Dimension(mm)

UHl ®RX @S A m e A WA LARS
wE 2B YHER BEE 2 BE RE Insert ~ Screw Wrench

S b pox DoON APMX LH LF cieT N @ A meie

4

EmAR Model No

TM5-20-45 o 7 20 20 | 10.1 40 120 1 TPOO
TP-W1/4| LW040
1603
TM10-3145 L] 14 31 20 | 101 40 120 2
TM20-50-45 () 23 50 32 14 50 160 3 TPOO
2208 TP-W5/16 LWO050
TM35-6345 () 36 63 32 14 50 160 3
! TM60°
TM60 EIF D
TM860 " Countersink
~— -—-—-—1L./DCON
60°
LH
LF

3% Dimension(mm)

oM B wn  E mE g, K WM LIRS
BRI N, EM EE UMEE BEE RE RE 2R Insert  Screw  Wrench

tock
%% pc  DCX DCON APMX LH LF  cIcT é ® O EEPice

TM5-20-60 () 20 8 20 [ 12.1| 40 120 1 TPO0
1603 TP-W1/4| LWO040
TM10-31-60 L] 31 19 20 [ 12.1| 40 120 2
TM20-50-60 ] 50 32 32 |17.1, 50 160 & TPOO
2904 TP-W5/16] LWO050 |
TM35-63-60 L] 63 45 32 |17.1| 50 160 3
EFLEAMNT BAMIT FEBAMmT
Large hole c_h§mfering Chamfering Back Chamfering

—
|

J54 | END MILL & CUTTER #%J] —Multi-Function Milling SIDag#%H] —TM45 S 7] ~ TM60 BB D



— @l:lwuaril?® S
ITC N e

OFET *ERPEMEHE OERABHEHE
@Standard Stocks % Sell in China only ©Sell in Taiwan only

& MEMR--S2EAMET
Grade Ref.Page-A(4 L
& BTEHERIFE->2EA06-A08F
Chipbreaker Ref.Page-A06-A08 REFGSE Cabide Coated £BMZE Cermet
& THIEH->@EA09T -
Cutting condition Ref.Page-A09
Tk Shape #8 Model No RE L IC S
o
GOt TCMT16T304-GO | 0.4 | 16.5 |9.525/3.97 | 4.4 o
Medium
TCMT16T308-GO | 0.8 | 16.5 |9.525|3.97 | 4.34 o
NESEIHI
Medium
TCGT16T308-NE | 0.8 | 16.5 |6.35[3.18| 2.8 [
il
I TC
TC BT
TC Countersink
=== == I |DCON|BD
KAPR
LH
LF
ik Dimension(mm)
Jks O BY BERRF
£ BE ERF Screw  Wrench
Sk DC  DCX DCON APMX LH LF BD KAPR ) " 8 Price
TC10-30  J 5 28 | 10 | 71| 29 | 74 H 30 | 30 renD
a— CH40 T-15
TC10-45 [ ) 24 | 10 |10.1| 22 | 67 | 26 | 45
TC12 [ B 20 | 12 |10.1| 26 | 110 | 25 | 45 Tcoo
16T308 CH40 T-15
TC40 [ 19 38 | 12 |10.1| 40 | 100 385 | 45
EFLEAINT BAMI EEBIAMT
Large hole chamfering Chamfering Back Chamfering
T — =

TCJIR - SAE B ##%7]—Shoulder Face Milling J5E#tH] —END MILL & CUTTER #70 |

J55



@cuain%m 47 8
RD

OFEETE
@Standard Stocks

& HENB-BEAM4E & EfHI#E%F>2EA06-A087 -
Grade Ref.Page-A04 Chipbreaker Ref.Page-A06-A08 EEFHOR

Carbide Coated
& THIEH>BEA09F
Cutting condition Ref.Page-A09

REHE JJRBE IRIT3|
TR Shape RIgE Model No IC S D1
RDMWO0501 5 1.59 2
RDKWO0702MO 7 2.38 28 ® ®
RDHWO0802 8 2.38 3.3
RDKW10T30 10 3.97 4.4 o o
FBFRREFT (R)| e
ERDH Right Hand Show D1 @ @ @
ERDH @) 2.
ERDH Round Insert “] @ [
Surface Milling Cutter I e
LF
7 = | LKDP .
KWW
f—sl g
DCON
DCSFMS

i Dimension(mm)

N U B U7 MR RS RN RN REARRAREN
sk B EBE BE =8 @5 REE ¥E ®E IRTHORY

Tk EBE #5 EBE D

Clanp Screw R 8
DCS Screm
R L DC DCONAPMX LF s KWW KDP CBDF D1 D2 cict P e o)

ERDHABR50A04 @ |50 254/ 5 (60|41 (95| 6 |26 |19 (13| 4

ERDHA5R50B04 50|22 | 6 |50|41104/63|20 (18 |11 | 4

10T3 |CCH3.5| CH40 PS35115 T-15

®
ERDHA5R63A05/® |63 254/ 5 |50(50(95 6 |25 26 13| 5 rooO
® (63/27| 5 |50|50012.4| 7 |23|/20|13| 5 |oO

ERDHA5R63B05
ERDHA5R80A06 80254/ 5 [50(60 95| 6 |25 |26 13| 6

ERDHA5R80B06 80|27 | 5 |50|60124| 7 {2320 13| 6

ERDHAGR50A04 50254/ 6 (50|41 95 6 |25 |19 13| 4

ERDHAGR50B04 63|22| 6 50|41 10.4/6.3|20 |18 |11 | 4

RDOO

ERDHAGBRG63A05 63 254/ 6 | 50| 50|95 6 [ 25|26 |13 | 5 [1204 |CCH3.5 CH40 bsssﬂs T-15
oo

ERDHAGR63B05 63 (27| 6 |50|50(12.4 7 |23|20|13| 5

ERDHAGBRB6A05 66 254| 6 |50 50(95| 6 |25 /26 13| 5

X FEEFE - % Continued on next page.

J56 | END MILL & CUTTER #%7) —Profile Milling 1588}l — ERDH BY)E@E#%.)



7% Dimension(mm)

e O MR E)7) E DN RIE RIE RS RRREE e

4':}::1%3'”1® ccrertont oiking ok

R EMR @ BRIk EE

ERAS Model No SO0k BE BE RE 2R DEé%S EE RE %E IRYIRY Clamp  Screw S!ﬁi;’iw W&
R L DC DCONAPMX LF m§KWW KDPCBDP D1 D2 CICT Y= 2 wa( ww) ~ (]
ERDHABR66B05 66|27 | 6 (50|50 (124 7 [23|20(13| 5
ERDHABR80A05 80254/ 6 (5060|956 25|26 (13| 5
ERDHAGRB0A06 80 254/ 6 (50|60 /95| 6 [25|26 13| 6 T;JTD GCH3.5| CH40 [CS35115 T-15
ERDHAGR80B05 80|27 | 6 (50|60 124/ 7 |23|20|13| 5 .
ERDHAGR80B06 80|27 | 6 |[50|60 124 7 [23[20(13| 6
ERDHA8R63A04 63 254 8 |50 |50 (95| 6 | 25|26 |13 | 4
ERDHA8RG63A05 63 254/ 8 |50 |50 |95| 6 | 25|26 |13 | 5
ERDHA8SR63B04 63|27 8 |50 5650124 7 |23|20|13| 4
ERDHA8R63B05 63|27 8 |50 |50 124 7 |23|20|13| 5
ERDHA8R66A04 66 254 8 |50 | 50(95| 6 |25|26 |13 | 4
ERDHA8SRG6A05 66 254 8 |50 | 50(95| 6 |25|26 |13 | &
ERDHA8R66B04 66 (27| 8 (50|50 (124 7 | 23|20|13 | 4 |RDOO
1604 |CCH4.5| CS50 | CS45 | T-15
ERDHA8R66B05 66|27 | 8 |[50| 50124 7 |23|20 13| 5 (OO
ERDHA8R80A05 80254/ 8 |55|60(95| 6 25|26 (13| 5
ERDHA8RB80A06 80254/ 8 55|60 95| 6 25(26(13| 6
ERDHA8R80B05 80|27 | 8 |55|60124| 7 |23|20|13| 5
ERDHA8R80B06 80|27 | 8 |66 60124 7 |[23(20(13| 6
ERDHA8R100A06 10081.75 8 |60 | 80 [12.7| 8 [32.5/28 |17 | 6
ERDHA8R100B06 100/ 32| 8 |60 {80144 8 |26 |26 |17 | 6

ERDHE )& 7] — Profile Milling {57$%H| —END MILL & CUTTER $%7J |

J57
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@Ellaiﬂ@ﬁatﬂﬁma

ERDHAORO
ERDHAORO RD BYJi&ik7) -
ERDHAORO RD Round Insert End Mill B8 "'Fig{'
: ] — !J
pc|4t-— -f—-—-—-—-—-—-—11DCON |
& =
~+~+=APMX LF | |
3 7 Dimension(mm)
tIHl  WER Wl RE i 4 7R B8 M BiRER RERT
SRS Model No aE BEf BE RE =R Insert  Clamp Screw Screw Wrench

Stock
““  DC DCON APMX LF CICT PS=. e — T &5 Pice

ERDHA4R21-150 21 | 20 4 | 150 | 2

ERDHA4R21-200 21 | 20 4 | 200 | 2

ERDHASR25-150 25 | 25 5 [ 150 | 2 |roono

CCH3.5| CH40 |CS35115 T-15
10T300

ERDHA2.5R10-100 ® | 10 | 10 | 25 | 100 | 2
ERDHA2.5R10-120 ® 10 | 10 | 25 |120 | 2
ERDHA2.5R11-100 ® 1 10 | 25 | 100 | 2
ROOO
ERDHA2.5R12-100 ® | 12 | 12 | 25 | 100 | 2 |psoqop|l cs18 - 16
ERDHA2.5R12-100-3 | @ | 12 | 12 | 25 | 100 | 3
ERDHA2.5R12-130 ) 12 12 | 25 | 180 | 2
ERDHA2.5R13-100 ([ 13 12 | 25 | 100 | 2
ERDHA3.5R16-150 ® 16 | 16 | 35 | 150 | 2
ERDHA3.5R17-150 ® 17 | 16 | 35 | 150 | 2
ERDHA3.5R20-150 ® | 20 | 20 | 35 | 150 | 3 |rpom
- CS25 - T-8
070200
ERDHA3.5R20-200 ® | 20 | 20 | 35| 200 | 3
ERDHA3.5R21-150 ® 21|20 (35 |150 | 3
ERDHA3.5R21-200 ® 21 | 20 | 35|20 | 3
RDOO T-8
ERDHA4R16-150 e 16 | 16 4 [150 | 2 l|ogozom| ~ cs25 - 45
ERDHA4R17-150 ® |17 | 16 | 4 | 150 2
ERDHA4R20-150 [ 20 | 20 4 150 | 2 |rpono T8
CCH3.5| CS26 [CS35115
0802001 T-15
()
e
()
e

ERDHAS5R25-200 25 | 25 5 [200]| 2

X FEEFH- X Continued on next page.

| END MILL & CUTTER #%J) —Profile Milling /58¢§%#l — ERDHAORO RDEIY]ii8% /)



.. @Ellaﬂf SR

3% Dimension(mm)

Rl WER U7 &8s A5 Bt R ERRM FERIRF

aE BE BE =BRE R Insert Clamp Screw Screw Wrench
=AU Model No !
S DC DCON APMX LF  CICT & wmg wmQ T EEPice
ERDHA5R25-250 ® 25 | 25 5 |250| 2
ERDHA5R26-150 ® 26 | 25| 5 [150| 2
ERDHA5R26-200 o 26 25 5 200 2
ERDHA5R26-250 ® | 26 | 25| 5 |250| 2
ERDHASR30-150 [ ) 30 | 25 5 [150 | 2
CCH3.5| CH40 |CS35115| T-15
107300
ERDHAS5R32-150 [ ) 32 32 5 150 3
ERDHA5R32-200 [ ) 32 32 5 200 3
ERDHASR35-150 [ ) 35 32 5 150 3
ERDHA5R35-200 [ 35 32 5 200 3
ERDHA5R35-250 o 35 32 5 250 3
ERDHA5R35-300 o 35 32 5 300 3
DC| — ~———.—.— . DCON
LF |
% Dimension(mm)
WE mE 1 W @R . TR BM RERS
ERAE M £ (=54 =< RE RE =K Insert  Screw  Wrench
odel No Stock
DC DCON APMX LH LF clcT @ vl {18 Price
@ srosD16-150 ® | 16 | 20 | 31 | 45 150 | 2 | .
e — CS25 T-8
@ sros-D16-200 ® 16 | 20 | 31 | 45 | 200 2
@ sr10-D20-150 ® | 20 | 25 | 37 | 54 | 150 | 2 |SHT lcsssw| T

ERDHAORO RDE YJi&#t7) « SRIRSEIH#t0 —Profile Milling {5225 — END MILL & CUTTER #70 | J59



@CHaina)mm 47 8
EC

OE#ET *ERFENEHNE OEFERLAENENS
@Standard Stocks  * Sellin China only ©Sell in Taiwan only =
& MENE-2EA04F

Grade Ref.Page-A04
& VHlEHF—-28EA09F

Cutting condition Ref.Page-A09
& SiH)ERIE>2TA06-A08 ZEEESE

Chipbreaker Ref.Page-A06-A08 Carbide Coated

TR
Fk Shape Eig@ Model No RE bs IC S D1
EC1205-10 0.8 1.05 7.6 12 4.76 4.6 [ o

FEAMBEFI(R)
New Specliication Arrivel Right Hand Show
EC PEmsh) | neX '
EC High Speed \ | DC | E#2 Fig

Milling Cutter e

CBDP

3% Dimension(mm)

Ml BAW WER D7) ¥ SlEh @l 8 ZRITREDER e Ph EREERT
= RAUER Model No aE BE NEE B8 RE 2K B RE XB FB fIRYEORY Insert Screw Wrench

$°% be pexpconaPwx LF 2SS kww kpP ceOP D1 D2 CICT o) T

FMS
50A04R/L-S45EC12B @ |50 64 |22 | 5 | 40 40- 104/ 6.3 |19.6| 16 | 11 | 4
63A05R/L-S45EC12A @| |63 |74 (254 5 |50 |58 (95 6 |26 |19 |14 | 5§
80BO6R/L-S45EC12A @| (80 |94 264 5 |50 | 656 /95| 6 |26 |19 14 | 6
100BO8SR/L-S45EC12A|@| 100 (1143175 6 |50 | 70 |[12.7| 8 |32 |45 | — | 8
125B08R/L-S45E12A @ |125/139/38.1| 6§ | 63 | 80 (159 10 {35 (65| — | 8
EC1205| CH40 | T-15
@160312R/L-S45EC12A ® |(160|171|50.8/ 5 | 63 [100(19.1) 11 | 38 | 72 | — | 12
63A05R/L-S45EC12B @| 63 |74 |22 | & | 50 | 58 (104/6.3| 20 |16 | 11 | 6
80B0O6R/L-S45EC12B (@ |80 |94 | 27 | 5 |50 |65 (124 7 |28 |20 |14 | 6
100BO8R/L-S45EC12B @ 100(114|32 | 56 |50 | 70 |14.4| 8 2565/ 26 |18 | 8
125B08R/L-S45EC12B|@®| (125|139 40 | 56 |63 |80 (164| 9 |29 |52 | - | 8

J60 | END MILL & CUTTER #%7) —Surface Milling SEE#tH] —EC )/ « EC SEE#KD



@C’Haﬂf’ ccerioo g tode

TE TRYRi%#%T)
TE T-Slot Enc M o mmRe

DN l —

LH LF ‘
| |
& Dimension(mm)
o B g B8 m O 8w mmes
PEERELEE Madel No s?f:k w Ll - == ' Ee=Ry et
DC DCON DN LF cict _ wee() T[] Price
TEL1625-C25 | ® | 25 | 25 | 175 | 24 | 125 | 1~3 | 1
C16R
TEL1630-C25-2T @ | 30 | 25 |225| 24 | 125 | 1~3 | 2 | " | ciao | T1s
TEL1638-C32-3T ® | 38 | 32 | 305 24 | 125 | 1~3 | 3
@reL223scazor @ | 38 | 32 | 265| 24 | 125 0548 2 |[SEZR| cus | Ts

I'TS

TS T Bk
TS T-Slot End Mill

3% Dimension{mm)

] B g  OW BE D8 B ERES
= T B BE = RE =R BE Screw  Wrench

ERAEE Model No o

DC DCON DN LH LF CW CICT o) T [F B8 Price
TS20-C16-10 o 20 16 12 29 120 10 2
TS25-C20-10 o 25 20 13 34 120 10 4
TS30-C20-10 o 30 20 18 29 150 10 4

ccoo

TS35-C20-10 ] 35 20 18 40 150 10 4 0602000 €825 T-8
TS40-C25-10 [ 40 25 22 40 160 10 4
TS40-C32-10 [ 40 32 22 40 150 10 4
TS50-C32-10 [ 50 32 28 40 | 150 | 10 4

TE TRUEHSKTD « TS TEUEiH$E) —Solt #M—END MILL & CUTTER #70 | J61



J62

Recommended Cutting Condition

717 Diameter
#Hl+1 Workpiece — —
-] Y 100-150-200 100-150-200
Mild Steel
(55400 f 0.8-1.0-1.2 0.8-1.0-1.2
Pl v 80-120-150 80-120-150
Stainless Steel
S
Stainless Steel (SUS304) f 0.7-0.8 0.8-1.2-1.3
& v 100-150-200 100-150-200
o Cast Iron
Cast (GE2=0) f 1.0-1.2-14 1.4-1.5-1.8
v 80-130-180 80-130-180
&% Alloy
(ADC12)
#.i.illg. f 1.2-1.4-1.5 1.2-1.4-1.50
@ (V=m/min. f=mm/J)) (FRRE—HEE — _LFR(E) (Min.=Optimum—Max.)
Q@ LALIHRE (N)= (1000« tIE[EE (V) ) + (3. 14xTRER(D) )
QRS (F) = (BTG x T AT (2) x T A EEHRE (N) )
[ F3-4 REEES2 Carbide Coated
H : |l (Heavy)
* ERPONEEE
*limited sell for aome areas
PaE s
JZiR Shape Hig& Model No RE
ZCMT0603ZDTR 1.5 o o
ZCMT0804ZDTR 2.0 [ ) (]
ZCMT1205Z2DTR 2.0 o [
ZCMT1406ZDTR 2.0 [ ] [ )
ZCMT0603ZDTR 1.5 o ( }
ZCMTO0804ZDTR 2.0 o (]
ZCMT1205ZDTR 2.0 ] o
ZCMT1406ZDTR 2.0 o (]

| END MILL & CUTTER #%J) —Profile Milling 15B8%i — ZCMT S BB tIER




.. @Ellaﬂf SR

EZC

EZC k]

EZC End Mill i Bt 'I-;Igi-
L ———"
®

3% Dimension(mm)

£l RER JIEE e H 5 EifR HM  REEF
B B BE Ingert  Clamp  Screw  Wrench

DC DCON LH LF cCICT D wm) [T E#EPrce

£8

AR Model No

EZCO06016ES-110 16 16 80 | 110 2

EZC06016EM-150 16 16 80 | 150 2
EZC06017EM-150 17 16 | 130 | 150 2
EZC06018EM-150 18 16 | 130 | 150 2
EZC06020ES-130 20 20 80 | 130 3 |zcmTo8| - cs25 | T-8
EZC06020EM-180 20 20 80 | 180 3
EZC06022EM-180 22 20 150 | 180 &
EZC06025ES-140 25 25 80 140 3

EZC06025EM-250 25 25 | 130 | 250 3

EZC08020ES-130 20 20 80 | 130 2

EZC08020EM-180 20 20 80 180 2 |zcMmTo8| — cs30 | T-10

EZC08022EM-180 22 20 | 150 | 180 2

EZC08025ES-140 25 25 80 | 140 2

EZCO08025EM-250 25 25 | 130 | 250 2

EZC08028EM-250 28 25 | 210 | 250 2

CS30
ZCMT08 | CCH3.5 835115 T-10
EZC08032ES-150 32 | 32 | 80 | 150 3
EZC08032EM-250 32 | 32 | 130 | 250 | 3
EZC08035EM-250 35 | 32 | 200 | 250 | 3
EZC12032ES-150 32 | 32 | 80 | 150 | 2
EZC12032EM-250 32 | 32 | 130 | 250 | 2 |zcmTiz|comas| S | 1s

Cs35115

EZC12035EM-250 35 32 | 200 | 250 2

X EETE . X Continued on next page.

EZC §%#% /] — Profile Milling {H%Y§%x — Shoulder Face Milling #£70 | J63



3% Dimension(mm)
5] i JIEE = % D EEAR s REURF
BfE BE RE 2R Inset  Clamp  Screw Wrench

DC DCON LH LF cicT D wwmg B15 Price

e

=E ] TErR
7R ALYR Model No Stock

EZC12040-ES-150 40 32 | 150 | 100 3

Cs40

40 32 250 | 200 3 |zcMT12| CCH3.5 T-15

EZC12040EM-250 CS35115

EZC12050EM-250 50 42 | 200 | 250 4

EZC14040ES-150 40 32 | 100 | 150 2

EZC14040EM-250 40 32 | 200 | 250 2

EZC14050ES-150 50 42 | 100 | 150 3 csas
ZCMT14| CCHaS | | T-15

EZC14050EM-250 50 42 | 200 | 250 3

EZC14063ES-150 63 42 | 100 | 150 4

EZC14063EM-250 63 42 | 200 | 250 4

J64 | END MILL & CUTTER $%/) —Profile Milling {5E¢$%Hl — EZC i#$t 7]
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Excha e head end m

| PR

JISETIR BRI

il};:l line with international standar and Versatile.

Remove and replace easily, it also save the time to

change the tool.

ED90OAP

B Page J70)

=
o E—

EDRDH CSp SR

H#& Page J77—J78 AP Page J74 5 Page J76

EDAX =L
Hi§ Page J72 m;"gg
J
—
EDAPHA e [E
HfE Page 173 .
-
B#% Page J68
-
Strengthen the extension after combination, " EDRDH

It can enhance processing efficiency.

RifE Page J77-J78

| RPGEEIRIIR - 15855 > BERJIRIRH -

Remove and replace easily, it also save the time to change the tool.




@cﬂain%m 4l 7 8

ECOOM _ E% Fig
BiEMEIR
Carbide Arbors

& Dimension(mm)

- RUEE BExeR ISOESTIRIE
el Sock DCON LF CRKS 18 Price
EC08M4100 ([ 8 100 4
EC10M5100 o 10 100 5
EC10M5150 o 10 150 5
EC12M6100 o 12 100 6
EC12M6150 o 12 150 6
EC12M6200 o 12 200 6
EC16M8100 o 16 100 8
EC16M8150 ) 16 150 8
EC16M8200 o 16 200 8
EC16M8250 e 16 250 8
EC20M10100 o 20 100 10
EC20M10150 o 20 150 10
EC20M10200 o 20 200 10
EC20M10250 ([ ] 20 250 10
EC20M10300 ([ 20 300 10
EC25M12100 o 25 100 12
EC25M12150 o 25 150 12
EC25M12200 o 25 200 12
EC25M12250 o 25 250 12
EC25M12300 o 25 300 12
EC32M16150 o 32 150 16
EC32M16200 o 32 200 16
EC32M16250 ([ ] 32 250 16
EC32M16300 (] 32 300 16
EC32M16350 [} 32 350 16
EC32M16400 @ 32 400 16

J66 | END MILL & CUTTER #%J) —Carbide Arbors &= 701S



.. @cna:n*” et o s

Recommended Cutting Condition

I+t Workpiece

T

718 Diameter

pan—

—]

o6 v | 80-100-120 100-150-180 100-150-18
Mild Steel
(55400) ¢ | 0.08-0.10-0.15 | 0.10-0.12-0.20 | 0.10-0.12-0.20
T v | 70-100-120 80-140-160 80-140-160
Fiam Stainless Steel
Stainless (SUS304) f | 0.08-0.10-0.15 | 0.10-0.12-0.20 | 0.10-0.12-0.20
T v | 80-100-120 100-150-180 100-150-180
Cast Iron
e (FC250) f | 0.08-0.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20
ae v | 200-300-500 | 200-500-1000 | 200-500-1000
Alloy
(ADC12) f | 0.08-0.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20

@ (V=m/min. f=mm/7])

(FRR{E — #E7 — ERR{E)

OT RENSRE (N)= (1000«I4IEE (V) ) + (3. 14 TRER(D) )
OIEIS (F) = (BT () - TRIIM (D «TAEEREN) )

APMT

(Min.—Optimun—Max.)

I
HEZEL: 125 JIRMEES 3.5 w - -
IRSTA T D1 :2.8
=4 J :
85+ L = 1] 1
O EmETT ‘
@5Standard Stocks
& MHENME->BEAMMR
Grade Ref.Page-A04
& BilEEIS > 2-%A06-A088 ZEWFER S Carbide Coated
Chipbreaker Ref.Page-A06-A08
& HIEH->2FA09F N
Cutting condition Ref.Page-A09 R
ESi
etk Shape H4E8 Model No RE Wi1
APMT1135PDER-J2 | 0.8 6.2 [ )
APMT1135PDER-FT | 0.8 6.2 [
APMT1135PDER 0.8 6.2 ([

APMT #E8EL)ER — Shoulder Face Milling /5/E#%#I — Shoulder Face Milling £%70 |

J67
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®
@EH&D_ﬁﬁtﬂﬁma

New Bpecificalion Arrival

EAPMC $4F 8% 7D
EAPMC Exchangeable Head End Mill

L11

1% Dimension(mm)

CRKS

BAL) W t17) RE
TE HER ERf RE =R

ERBEE Model No

=R

REER 1so% REF
HER R EEE

Ef& Fig

s PF

Insert

WM REEF
Screw Wrench

S°% DCX DCON APMX LF OAL L11 CRKS H CICT O
EAPMC1116Z2 | @ | 16 |85 9 (30 47 | 8 | 8 | 10 2
EAPMC1117z2 | @ |17 |85 | 9 |30 | 47 | 8 | 8 | 10 | 2
EAPMC112023 | @ | 20 (105 9 |30 49 |10 | 8 |15 | 3
EAPMC112122 | @ | 21 (105 o |30 |49 (10 | 8 |15 | 2
EAPMC112123 | @ | 21 (105 9 |30 49 |10 | 8 |15 | 3
@ eapvci12523 | @ | 25 125 9 |35 | 57 |12 | 8 |17 | 3 |, _
C825 T-8
113500
EAPMC112524 | @ | 25 125 9 |35 |57 12 | 8 |17 | 4
EAPMC112623 | @ | 26 (125 9 |35 |57 [12 | 8 |17 | 3
EAPMC1126Z4 | @ | 26 (125 9 |35 | 57 |12 | 8 |17 | 4
EAPMC1133Z4 | @ |33 |17 | 9 |40 | 63 |16 | 11 | 26 | 4
EAPMC1133Z5 | @ |33 |17 | 9 |40 | 63 |16 | 11 |26 | 5
EAPMC1135Z25 | @ | 35 |17 | 9 |40 |63 |16 | 11 |26 | 5
@R 7)1%> £ HIG6H

@Arbor Refer Page-J66

| END MILL & CUTTER %) —Shoulder Face Milling /5 B4l — EAPMC #8F X 8%
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HEHEBYEXR

Recommended Cutting Condition

J)#% Diameter
HIEE Workpiece — 1 W] W S
¢ ] v 50-120-180 100-150-180 100-150-180
Mild Steel
(S5400) £ 0.05-0.15 0.05-0.15 0.05-0.22
A Em v 50-100-160 50-100-160 50-100-160
X Stainless Steel
SlEiess iSUS0) f 0.05-0.12 0.05-0.12 0.05-0.15
K = v 50-120-180 50-120-180 50-120-180
- Cast [ron
Cast (FC250) f 0.05-0.15 0.05-0.20 0.05-0.25
s v 200-300-500 200-300-500 200-300-500
Alloy
S
#ﬂoy' ERC12) f | 0.10-0.15-0.20 | 0.10-0.15-0.20 | 0.10-0.15-0.20
@ (V=m/min. f=mm/7])) (TRRE—HE— LRME (Min.—Optimum—Max.)
O T REHFREE (N)= (1000xtHIEE (V) ) = (3. 14xTREFE(D) )
@IVELS (F)= (BT () x T ETB(2)x T R EEE:ERE (N) )
OXE
G : @f& (General) H : E4J§E|(Heavy) S : $8F] (Aluminum) ﬂﬁﬁﬁﬁ Carbide Coated
* ERMOMEHE
* limited sell for some areas
0%
b
MMk Shape #U8% Model No RE
APMT103504PDER-H | 0.4 | @ o
APMT103508PDER-H | 0.8 | @ )
—
APMT160508PDER-H | 08 | @ { ]
APET103504PDFR-S 0.4 (]
APET160504PDFR-S 04 e

APMT &)= — Shoulder Face Milling /5E$%#I — Shoulder Face Milling £%70 |

J69



_@CHailfﬁatﬂﬁma

ED90AP
ED90AP ED #$%70
ED90AP ED Extchangeable Head End Mill i B Fig
DC ._F -—1 - |CRKS|DCON
=2 B
LF
OAL
3% Dimension(mm)
WM E 97 mE .. AER SOR WER . F @8 EIET
; E EHE Ef RE =R EREE 8% ERE Insert  Screw Wrench
A Model No Sinek

DC DCONAPMX LF OAL L1t CRks H cicT (O wmg T} 2%

ED90AP10-D16 ® (16 85 9 3047/ 8 | 8 |10 2 i
ED90AP10-D17 ® 17 |85| 9 (30|47 | 8 | 8 | 10| 2
ED90AP10-D20 ® |20 105/ 9 30 49| 8 10|15 3
ED90AP10-D21 ® (21105 9 [ 30|49 | 8 |10 | 15 | 3 |apoO
Cs25 T8

103500 ‘
ED90AP10-D25 ® 25|125| 9 |35 |57 | 8 |12 |17 | 4
ED90AP10-D26-3T £ @® | 26 |125| 9 |35 |57 | 8 | 8 | 17 | 3 .
EDS0AP10-D26 ® | 26 125/ 9 35|57 | 8 |12 17 | 4 ‘
ED90AP10-D35 ® 35|17 | 9 (40|63 |11 |16 26| 5

O ETNE 2 EI66H
@Arbor Refer Page-J66

J70 | END MILL & CUTTER #%J) —Shoulder Face Milling 7 =%l — EDI0AP ED g%/



__ @cﬂaim SHRY—

HEHEBUEX

Recommended Cutting Condition

WHI+F Workpiece

7] Diameter

e v 80-100-120 100-150-180 100-150-180
Mild Steel
(55400) £ | 0.08-0.10-0.15 | 0.10-0.12-0.20 | 0.10-0.12-0.20
T8 v 70-100-120 80-140-160 80-140-160
PR Stainless Steel
o SUBD ¢+ | 0.080.10-0.15 | 0.10-0.12-0.20 | 0.10-0.12-0.20
K - y 80-100-120 100-150-180 100-150-180
- Cast Iran
Cast (FC250) ¢ | 0.08-0.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20
PO y 200-300-500 200-500-1000 | 200-500-1000
Alloy
#ﬂﬁ Hesi) ¢ | 0.080.10-0.15 | 0.10-0.15-0.20 | 0.10-0.15-0.20

@ (V=m/min. f=mm/3])

(FBR{E— = —_LER(E)

@ LREFRE (N)= (1000«EI5EE (V) ) + (3. 14T HEE®R®(D) )
OIRERS (F)= (BT <xT AN xTEREREN) )

AXMT

(Min.—Optimun—Max.)

BFJEE ST Carbide Coated
@R G : §5fMAI(General) H : S (Heavy) =5
S + $8/ (Aluminum) —
* RSN E %
*limited sell for aome areas E 2
F2ix Shape RIS Model No RE
AXMT123504PEER-G | 0.4 [ ] { J o [
AXMT123508PEER-G | 0.8 [ ] o ] o
AXMT123504PEER-H | 0.4 o { o o
AXMT123508PEER-H | 0.8 (] o o (]
AXMT170504PEER-G | 0.4 [ ] { ] o o
AXMT170508PEER-G | 0.8 [ ] { o o
AXMT170508PEER-H | 0.8 o o o o
AXMT123504PEFR-S | 0.4 (]
AXMT170504PEFR-S | 0.4 [ ) o
————

AXMT iEEL)ER — Shoulder Face Milling /5 /E#%H) —Shoulder Face Milling £ |

J71



_@C”ain®ﬁ§tﬂﬁu73§
EDAX

EDAX ED im$% 7]
EDAX ED Extchangeable Head End Mill i B Fig

e ~-— |cRKks|DCON v

LF

OAL

3% Dimension(mm)

HH WA 97 % e RIEP SOk {MEFE & A R RERTF
Bf Ef RE TR HREE £ ARR Insert  Screw Wrench

DC DCONAPMX LF OAL L1t CRks H cicT (O wmg T} 2%

T=E
A
ERBEE Model No Stock

EDAX1216Z2 ® 16 85 10 30|47 8 8 10| 2
EDAX1217Z2 ® 17 |85(10 |30 |47 | 8 | 8 | 10| 2
EDAX1220Z3 ® 20 105/ 10 30|49 | 8 10 15 3
EDAX122122 ® 21(105(10 (30| 49| 8 |10 |15 | 2
EDAX1221Z3 ® 21/105/10 30 49| 8 (10 |15 | 3
EDAX1225Z4 ® |25 (125(/10 |35 |57 | 8 |12 |17 | 4 ?;‘i;‘n CS30A | T8
EDAX1226Z3 ® 26 125 10 | 35 |57 | 8 12 17 | 3
EDAX1226Z4 ® 26 (125(10 |35 |57 | 8 |12 |17 | 4
EDAX1233Z4 ® 33|17 |10 40 |63 | 11 16 26 4
EDAX123375 ® 33 17 (10 |40 | 63 | 11 |16 | 26 | 5
EDAX123575 ® 35 17 |10 40 | 63 | 11 |16 | 26 | 5
EDAX172672 ® 26 (125|114 |35 |57 | 8 |12 | 17 | 2
EDAX173322 ® 33 17 |14 40 |63 | 11 16 26 2
EDAX1733Z3 ® 33|17 |14 40|63 |11 |16 |26 | 3 ?:0':5'5,] Cs40 | T-15
EDAX173522 ® 35 17 |14 40 |63 | 11 16 26 2
EDAX1735Z3 ® 35|17 |14 40|63 | 11 |16 26 3
O ET)F>2EI66H

@Arbor Refer Page-J66
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p— .. @cﬂaiﬁ S

JDMT

TR S :2.45
Oz *ERFEHEEE OFERABMEHE
@Standard Stocks * Sell in China only @Séell in Taiwan only
& MENTR-S8EAMT
Grade Ref.Page-A(4 —
BB S F Carbide Coated
© Wi $ £ A06-A08E S Carbi
Chipbreaker Ref.Page-A06-A08
& DHIEHE -2 EA09H
Cutting condition Ref.Page-A09
fiztk Shape RUBk Model No
JDMT070202R 0.2 o [ o (] [ ]
JDMTO070204R 04 o o { [ ] [ ]
EDAPHA
EDAPHA ED g%k
EDAPHA ED Extchangeable Head End Mill i B#2 Fig
DC — -—— (CRKS [DCON
- LF
oAL

Y% Dimension(mm)

aH WE EE L. RER IS0 RER . T &8 REEF
wE Ef BEE =R HRE RERE ERE Insert  Screw Wrench

Sk DC DCON LF OAL L11 CRKS H CICT ww) TP UF

ZERREIEE Model No

EDAPHAQ071022 ® |10 | 55| 18 |345( 55 | 5 7 2
EDAPHA0711Z2 ® | 11 | 55| 18 |[345|55 | 5 7 2
EDAPHA071222 ® |12 | 65| 19 |345 | 6 6 8 2
EDAPHA0712Z3 ® 12 | 65| 19 345 6 6 8 3 boo
cs18 | T-6
070200
EDAPHA071322 ® 13 | 65| 19 |345 6 6 8 2
EDAPHA071323 ® 13 | 65| 19 345 6 6 8 3
EDAPHA071624 ® |16 | 85| 25 | 47 | 8 8 10 | 4
EDAPHA071724 ® |17 85| 25 | 47 | 8 8 |10 4

ONE 12 >8:2J66E @Arbor Refer Page-J66
OERE B HIENE @Limited sales for some areas

JDMT JJF -~ EDAPHA ED i#% /] —Shoulder Face Milling /5 /E#%tl — Shoulder Face Milling $%20 | J73



.

CHEWTY 2917
CSP %351
CSP series

Multifunctional Chamfer Cutter

ﬁ%@jﬁmlnﬂ Special chamfering tool

IwmESEAENGARR - AR NIRHERIRAE
Special chamfering toal , it can meet various angle chamfering requirements,
effectively reducing machining time and tools costs.

SHHSMT

Back Chamfering

o".
. - m
"
flE VEmI
Side V Groove
Processing
flmEAEmIT
Side Chamfering
7],5.' !ﬁﬁ Insert Feature
BATAINERAXRE - SNMENHSENRETE - GONEREEH -
TIAIN coating with high temperature resistant elements.
SHRNZEEERN  ZENEBRESEEE -
Treatment technology of special coating , the coating is more firmly bonded to the substrate
ERPVDERE » 71OEF -
Thin PVD coating make cutting edge sharp.
A RENRIERERESE - RESNEEFRERE -
High hardness and high toughness.
ZERNFNRERIR/M - ERAEBROVERKES T RENLRE -
High surface finishing.
A SR 5 B
Stainless Steel Cast Iron

J74 | END MILL & CUTTER #%J) —Multi-Function Milling BI0RE#%H| — CSP BIIREESF R &S

Y



- crain ...

CSP M%Zz=

) NewmArrival

CSP Z1heERF NEIAT]

CSP Exchangeab | e Head Countersink e  E® Fig -
L >
P i
DeX CRKS s
| OAL| |
1'% Dimension(mm)
- 7 BEET
AERAEEE Model No nsert erc)
> pc DCX DCON LF OAL L1 cRks H cicT O wmg T3 B¥
@ cspos1318z3) @ | 13 | 18 (55| 20 | 31 55| 5 | 7 | 3
OS;ESD cso | T8
@ cspos1823z4| @ | 18 | 23 | 65| 20 (345 6 | 6 | 8 | 4
@ csPoe1622z3) @ | 16 | 22 | 65 20 (345 6 | 6 | 8 | 3 oo cs2 | 17
@csPor172523| @ | 17 | 25 |65 | 20 (345 6 | 6 | 8 | 3 ;o0 | cs»s | e
@ cspog1930z2| @ | 19 | 30 (85 30 |47 | 8 | 8 | 10 2
@ csPo92536z2) @ | 25 | 36 [105| 30 |49 | 8 |10 | 15| 2 |
OSQOESD C835 T-15
@ csPog294073) @ | 20 | 40 (125 35 57 | 8 |12 | 17 | 3
@ cspo9agsoza| @ | 39 | 50 | 17 |40 | 63 | 11 | 16 | 26 | 4
@cspi12538z3 @ | 25 38 10530 (49| 8 |10 15| 3
1 IOEIIEEI CS40 T-15
@cspi11324622| ® | 32 | 46 (125| 35 | 67 | 8 |12 | 17 | 2
OHRTNF>BEIE6R
@Arbor Refer Page-J66
EABAMT AT AEGIAMT HEGHANT v BT
Large hole chamfering Chamfering Side Chamfering Back Chamfering Side V Groove Processing

f Y

CSP B1)AE F IS J) — Multi-Function Milling SI)4E#%E] — END MILL & CUTTER $%70 |
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_, @Eflain@ﬁmmma
I XPHT

OF ER
@Standard Stacks

@ YElfEt4—2EA097
Cutting condition Ref.Page-A09

& Hif 3RS ->2%A06-A087
Chipbreaker Ref.Page-A06-A08

Fzik Shape #2E Model No
XPHT16R0803 8 16 3.18 3.1 ®
!—
XPHT20R10T3 10 20 3.97 4 ([
—
! SR

SR #HEFNEKERR ]
SR Exchangeable Ball Nose End Mill

APMX ‘

LF

OAL

2 Dimension(mm)

SRl wEl 07 A% .. HET SO’ AEF 7w A B4 BERS
wE BEE EBEf RE =R BEE TRE ERE Insert  Screw Wrench

Stock
* DC DCONAPMX LF OAL L1 CRKS H cCicT \O)\ wmg -] Lo

AEERRYER Model No

SR081622 ® 16 (85|31 |16 | 49 | 8 | 8 | 10 | 2 |Jfi0as Os25 | T8
SR102022 ® |20 (105|37 |20 | 57 | 8 | 10 [ 15 | 2 |jmiiyslcsasw| 10
OLIRTIIF 25668

@Arbor Refer Page-J66
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Praﬁ_?ig_ls;(changéabléﬁigd_Mill
y -
| AT T ~ (R BRI T

Suitable for surface milling, profile milling and mold processing.

i
It can be removed rapidly and posited preciously, ‘
saving time to change tool.

-
L A ) BN ETAEI Rl
' Profilemiling  Surface Milling R Solt

l DFI' !ﬁﬁ Insert Feature

mreie @ D C
Processing on Steel Cast lron

|

IRD :
OIEEETF _ )
@Standard Stocks
& HEMB-BEANMET & ETHIHE5E > 2 £ A06-A08E
Grade Ref.Page-A(04 Chipbreaker Ref.Page-A06-A08

® i coribon ot age A wE138

et .
RDMWOSOTMOEN | 5 1.59 2 ‘ |
RDKWO702MO | 7 238 | 28
RDHWO0802MOTN |

RDKW10T30




®
@mtﬂﬁﬂﬂﬁ T———S—S——_—_—_————————

New Specificatian Arrival J

EDRDH RD#4F R iksk ]
EDRDH RD Exchangeable Head End Mill

L11
T Am————F— pcoN

—_ j‘[CRKS
4-‘ I

OAL

F

5% Dimension(mm)

12)]= TN -1 S A B — 25 FIEF ISOIR HIEE 8 7 B WM B RE
B BEE EE =28 HEE $T5K BRE Insert Clamp Screw Wfh &F

( ) Screw Wrench
DC DCONAPMX LF OAL L11 CRKS H CICT @ mon() o) ’%’

1) T
AR Model No Stook

@EDRDHosmzz ® | 10 55 25 171|345/ 55| 5 | 7 | 2
8EDRDH0511ZZ ® | 11|55|25 17 (345/55| 5 | 7 | 2
EDRDH0512Z2| @ | 12 |65 |25 |17 (345 6 | 6 8 | 2
@EDRoH051223| @ | 12 (65 25|17 345/ 6 | 6 | 8 | 3 OB |
@)EDRDHO51322| @ | 13 |65 | 25| 19 (345 6 | 6 | 8 | 2 g
EDRDH0513Z3| @ | 13 |65 |25[19 (345 6 | 6 | 8 | 3
8EDRDH051SZ4 ® 16|85 25 19 47 8 | 8 10| 4
@EDRDH051724 ® 17 |85/25/19 |47 | 8 | 8 | 10| 4
EDRDH0715Z2| @ | 15 |85 35|30 47 | 8 | 8 10 | 2
EDRDH0716Z2| @ | 16 |85 (35|30 | 47| 8 | 8 | 10 | 2
EDRDH071623 @ | 16 |85 35|30 47 | 8 | 8 10 3
EDRDH0717Z2| @ | 17 |85 |35[30 |47 | 8 | 8 | 10 | 2
EDRDH0717Z3| @ | 17 |85 35|30 47 | 8 | 8 10 | 3
EDRDH0720z3| ® | 20 [105/ 35|30 |49 | 8 | 16 | 15 | 3
EDRDH0721Z2) @ | 21 105/ 35|30 | 49 | 8 |10 |15 | 2 |.p
EDRDHO0721Z3| @ | 21 (105 35|30 |49 | 8 | 10 | 15 3 o702 — |cs25 | — T8
EDRDH0722Z3| @ | 22 |105/ 35|30 | 49 | 8 | 10 15| 3 OO
EDRDH0725Z4| @ | 25 (12535 |30 | 52 | 8 | 10 | 17 | 4
EDRDH072525 @ | 25 (12535 |30 | 52 | 8 | 12 17 | 5
EDRDH072624| @ | 26 (12535 |30 | 52 | 8 | 12 | 17 | 4
EDRDH0726Z5 @ | 26 125/ 35|30 | 52 | 8 |12 | 17 | 5
EDRDH073525| @ | 35 | 17 |35/ 40 |63 | 11 |12 | 26 | 5
EDRDH073526| @ | 35 | 17 |35 |40 63 | 11 | 16 26 | 6
EDRDH0816Z2| @ | 16 |85 | 4 |30 |47 | 8 | 8 | 10 | 2 |rooo
EDRDH081722 @ | 17 |85 4 |30 |47 8 | 8 10| 2 B3 ~— =¥~ ™
EDRDH0820Z2| @ | 20 (105 4 |30 |49 | 8 | 10 | 15 | 2 |rooo T8
EDRDH08212| @ | 21 105 4 | 30 | 49 | 8 | 10 | 15 | 2 Gf |0 520 FSRNY o4
EDRDH1025Z2| @ | 25 (125 5 |35 |57 | 8 | 12 | 17 | 2
EDRDH1026Z2| @ | 26 (125 5 |35 | 57 | 8 |12 |17 | 2 .
EDRDH1030Z2| @ | 30 [125| 5 | 35 | 57 | 11 | 12 | 17 | 2 |10T3 |CCH3.5 CH40 £S35115 T-15
EDRDH1032Z3| @ (32 |17 | 5 |40 |63 | 11 | 16 | 26 | 3 |°¢
EDRDH1035Z3| @ | 35 |17 | 5 |40 | 63 | 11 | 16 | 26 | 3

@5 ETIE>%£I66H @Arbor Refer Page-J66
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