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HG TECHNOLOGY CO., LTD.,

located at Changhua, Taiwan, dedicated to developing, designing, producing, and marketing

cutting tools, comprises professionals with sophisticated processing experience that provide

extensive services and ensure total customer satisfaction.

Our service range extensively covers 3C, semiconductor, medical care equipment, aerospace,

and precision molding industries.

HG Technology continuously develops more advanced processing technologies based on the

enterprise philosophy of extending the lifespan of tools, increasing work efficiencies, minimizing

production costs in terms of wear and tear of tools, and maximizing customer benefits.

For HGT Cutting Tools, from material to finished products,

HG Technology insists on utilizing the processes provided by the original European

manufacturers for the production. We only use high quality and stable Carbide Rods,

German and Swiss 6-axis CNC Grinding machines, advanced Swiss Coating technologies,

and sophisticated German Digital Measuring Instruments.

With reasonable prices and stable quality, HG Technology has an expanding sales network that

currently covers more than 30 countries throughout the world. Based on the enterprise philosophy

of maximizing customer's benefits, HG Technology continuously refines itself and grows together

with all its customers.

Europe

HG TECHNOLOGY CO., LTD.

South Africa “

http:/ /www.hgt.com.tw
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North America
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HGT SOLID CARBIDETOOLS

ICONS

e Flutes

TOLERANCE
1.0 0~-0.015 RO.5 +0.01
15 0~-0.015 R1 +0.01
2.0 0~-0.015 R15 +0.01
2.5 0~-0.015 R2 +0.01
3.0 ~ 0~-0015 R2.5 | +0.01
4.0 0~-0.015 R3 +0.01
5.0 0~-0.015 R4 +0.01
6.0 0~-0.015 R5 +0.01
8.0 0~ -0.020 R6 +0.01
10.0 0~ -0.020 RS +0.02
12.0 0~-0.020 R10 +0.02
16.0 0~ -0.020
20.0 0~ -0.020
1.0 +0.01 ' 2 3 ~ 0~-0.008
2.0 +0.01 2 4 0~ -0.008
3.0 +0.01 26 ~ 0~-0.008
4.0 +0.01 2 8 0~ -0.009
6.0 +0.01 210 0~ -0.009
8.0 +0.01 212 0~ -0.011
10.0 +0.01 2 16 0~ -0.011
12.0 +0.01 20 0~-0.013
16.0 +0.015

RECOMMENDED

CUTTING INSTRUCTIONS

1. In order to enhance processing efficiency and extend life of cutters, please use
the balanced chucks with high rigidity and high accuracy.

2. Make overhang enough for processing. If it's necessary to extend the milling cutter,

please be sure to reduce spindle speed and feed speed.

3. If there's abnormal sound or vibration during processing, please adjust cutting
data to prevent cutters from being influenced or broken.

4. Please choose correct cutting oil to maximize efficiency.

5. The result of cutting data depends on working materials, machines, work clips,
programming and etc. Cutting datas are for reference. You may increase cutting
data starting from 50%.

e Helix Angle

E A EBEEEEE

e Work Material Hardness E E E E

e Coating

e Roughing Pitch

in] 0 s fosfoa] s
o[ Lo [ [

e Corner Radius

e Tip Angle

. (0.1,02,03,05,1,15,2)
R

e Applications

e Statistics For Drills

Planing Slotting  Profiling  Profiling Side Side Side Side
300 140°
DIN || DIN h7 § 32 a0
Y i~ P
BEREBOANAE
Drills Drills Drills DIN DIN Shank Cutting Helix Tip
Type Type Type Code Code  Diameter Flute Angle Angle

Tolerance Tolerance

SOLID CARBIDE

Grade

Vv
[ com "

I1SO Classification KO05-K 10 KO05-K10 K10-K20 K10-K20 K10-K20
CO (%) 9.0 9.0 12.0 10.0 6.0
WC grain size (um) 0.2-0.4 0.2-0.4 0.5 0.6 0.8

WORK MATERIAL

KO5-K10
9.0
0.2-0.4

ISO
v

MATERIAL

R \\ \
e o M Q
Low alloy steel High temp. alloys | Aluminum alloy
p Hardened steel Cast iron Stainless steel Copper alloys
High alloy steel, Titanium and _
cast steel, tool steel Ti alloys Non-metallic

11



HGT SOLID CARBIDE TOOLS

N HARD COATING PROPERTIES COATING APPLICATIONS 4
Coating Symbol Color Nanohard-ness Thickness  Friction  Maxusage Coating Coating Symbol Color Introduce coating on different materials
Type (GPa) (pm) Coefficient Temp(°C) Temp(°C) Type
TiaLN TiolN % Black 30 1-4 0.4 800 45017 TiaLN . Black General steels; wet cutting (HRC35~45)
ALTiN ALTIN ’ Black 38 1-4 0.6 900 4501 ALTIN . Black Hardened steels; dry and wet cutting (HRC45~65)
nACoB nAcoB é Blue 45 1-4 0.45 1200 400 1 nACoB . Blue Hardened steels; dry cutting (HRC55~65)
HELICA HELICA ::\»f“ Copper 30 1-4 0.25 1000 4801 HELICA C\ Copper General steels; wet cutting.
e
CrN m ? Metal-silver 18 1-7 04 700 200 - 400 CrN _ Metal-silver Good adhesive force; excellent for Copper Alloy.
DLC m f Black 20 1-3 0.15 400 150 - 250 DLC Black High thermal conductivity and low coefficient of friction. Excellent for Aluminum Alloy.

Burgundy-violet General steels; wet cutting (HRC35~45)

G100 w ﬁ Burgundy-violet 30 1-4 0.4 800 G100
i8 m / Goldbrass 47 1-4 0.45 900 i8

@ 500

Gold-brass Hardened steels; dry and wet cutting (HRC55-65)
Diamond Diamond R > Black Gray Diamond Black Gray For Graphite, Zirconium CFRP.GFRP cutting.
:-;r
A,
o
G-plus ~- ~~ White Gold 1-4 0.25 1100 450 G-plus White Gold Tough materials, Titanium, Nickel and heat-resistant alloys.
G-X m g Purple gradient 2-7 04 1000 450 G-X O Purple gradient  Tough materials, Titanium, Nickel and heat-resistant alloys.

i-plus m % Copper 1-3 0.3 1200 i-plus \\ Copper Hardened steels; dry and wet cutting (HRC55~70)

i-X m ? Golden gradient 2-7 0.55 1100 450 i-X \ | Golden gradient  Hardened steels (H RC55~70)

P Y
D-X m ﬁ Yellow-Blue gradient 0.1-1 0.05-0.1 500 250 - 650 D-X % Yellow-Blue gradient High thermal conductivity and low coefficient of friction. Excellent for Aluminum Alloy.
' L

DLC-X M f Full Colored 05-1 0.25 350 250 DLC-X \_\ Full Colored Excellent for Aluminum Alloy.

12 13
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MG 70 5227
Hardened Steels HRC70 series / 2 Flute / Ball Nose ® P &

L2

Di=2R

~, * 2 Flute Ball Nose with special angle ground for workpiece up to HRC70.
+ FEATURES « VMG Special Micro Grain Carbide. High hardness, high rigidity, and high bending resistance.

 i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting
at high speed.

unit: mm

\ TN N OFder No. . Ra;ius \ NeEl;aDia ! Flutet:ngth EﬁectivLe;ength ] Of\z_L, i ShaI;kzDia \
V70B 0104 RO0.5 0.95 1.0 3 50 4
V70B 0154 RO.75 1.45 1.0 3 50 4
V70B 0204 R1 1.92 2.0 5 50 4
V70B 0306 R1.5 2.90 3.0 8 50 6
V70B 0406 R2 3.88 4.0 10 50 6
V70B 0506 R2.5 4.80 5.0 13 50 6
V70B 0606 R3 5.80 6.0 15 50 6
V70B 0808 R4 7.70 8.0 20 60 8
V70B 1010 RS 9.60  10.0 25 75 10
V70B 1212 R6 11.50 12.0 30 75 12

HARDENED STEELS HRC70 SERIES

V70

14 HG TECHNOLOGY CO., LTD.  http://www.hgt.comitw. « « & .
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V70BTR

V | 6 | 39° HRC
BOAGEEE

Hardened Steels HRC70 series / 6 Flute / Taper Barrel Type . P .‘[

‘ STTIN aN3 | H190LA

16

+ FEATURES

+ ITEMS

L
]
na

j

« 6 Flute Barrel Type for precision milling up to HRC70.
« Large radius edge in the cutting area with multi-flute design brings higher milling efficiency.

« Compared to ball nose end mills, Barrel Type has wider ap stepover to reduce machining time.

« Lower cusp height to improve surface finish.
= i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting
at high speed.

] X unit: mm
Radius Radius Flute Length OAL. Shank Dia
Ordero, R1 R2 L1 L2 ‘ D2
V70BTR 1045D06 R1.0 R45 14.0 6 75
V70BTR 1545D08 R1.5 R45 16.0 8 75
V70BTR 2040D10 R2.0 R40 17.5 10 100
V70BTR 2040D12 R2.0 R40 18.5 12 100
Standard Type Barrel Type

!

ap ap
e € 4

s

V70BB

VvV 4 J 39° JHRC
HBHAEES
H P

Hardened Steels HRC70 series / 4 Flute / Ball Nose [ 4

L2
L3
Di1=2R
S
ot i D2

D3

\: « 4 Flute Ball Nose with special angle ground for workpiece up to HRC70.

+ FEATURES - Effective length design for profile milling.
* i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting
at high speed.
: : | unit: mm
Radius Neck Dia Flute Length | Effective Length OAL. Shank Dia
srdex No. R ‘ D3 L1 L3 L2 D2
» ITEMS V70BB 0406 R2 3.88 4 10 50 6
V70BB 0606 R3 5.80 6 15 50 6
V70BB 0808 R4 7.70 8 20 60 8
V70BB 1010 R5 9.60 10 25 75 10
V70BB 1212 R6 11.50 12 30 75 12

17
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V70BBC

o [
MG 70 Fimiahing

Hardened Steels HRC70 series / 4 Flute /| Taper Neck / Ball Nose [ 43

‘ STTIN aN3 | 0990.LA

18

D1=2R

"\, * 4 Flute Ball Nose with special angle ground for workpiece up to HRC70.

+ FEATURES  Taper Angle(B): 1.5° * 3% 5° suitable for working on an inclined surface.
* i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting
at high speed.
) unit: mm
. ITEMS B Order No. ‘ Con:r R FiuteLL:ngth ] Oiikz.L. Shali:';kzDia ] Tape;;\ngle ‘
V70BBC 0406 R2 6 100 6 1.5°
V70BBC 0406A R2 6 100 6 3°
V70BBC 0406B R2 6 100 6 5°
V70BBC 0608 R3 9 100 8 1.5°
V70BBC 0608A R3 9 100 8 3°
V70BBC 0608B R3 9 100 8 5°
V70BBC 0810 R4 12 100 10 1.5°
V70BBC 0810A R4 12 100 10 3°
V70BBC 0810B R4 12 100 10 5°
V70BBC 1012 R5 15 100 12 1.5°
V70BBC 1012A R5 15 100 12 3°
V70BBC 1012B R5 15 100 12 5°

V70EB =

Semi-
Finishing

Hardened Steels HRC70 series / 4 Flute /| Square . P "l

L2

‘i\-—l/
o
3=

‘
—

\: « 4 Flute Square with special angle ground for workpiece up to HRC70.

+ FEATURES » VMG Special Micro Grain Carbide. High hardness, high rigidity, and high bending resistance.
* i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting
at high speed.
unit: mm
N Diameter Flute Length OAL. Shank Dia

. ITEMS QOrder No. D1 L1 L2 D2

V70EB 0306 3.0 8 50 6

V70EB 0406 4.0 11 50 6

V70EB 0506 5.0 13 50 6

V70EB 0606 6.0 16 50 6

V70EB 0808 8.0 20 60 8

V70EB 1010 10.0 25 75 10

V70EB 1212 12.0 30 75 12

V70EB 1616 16.0 40 100 16

19
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HRC Flnll.hlng Cgﬂing HRC Flnll.hmg Cgﬂ:ng

ata ata
MG 70 2R -227 MG 70 p227

Hardened Steels HRC70 series / 6 Flute /| Square ﬁ Hardened Steels HRC70 series / 4 Flute / Coener Radius ‘

L2
Q‘\
N
D1
™\, + 6 Flute Square with special angle ground for workpiece up to HRC70. \: » 4 Flute Corner Radius with special angle ground for workpiece up to HRC70.
+ FEATURES » VMG Special Micro Grain Carbide. High hardness, high rigidity, and high bending resistance. + FEATURES » VMG Special Micro Grain Carbide. High hardness, high rigidity, and high bending resistance.
* i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting * i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting
at high speed. at high speed.

_ i unit: mm _ ) i _ unit: mm
Order No Diameter ' Flute Length OAL. Shank Dia Order No Diameter | Corner R | Neck Dia | Fiute Length | Effective Length O.AL. Shank Dia

+ ITEMS d ; D1 L1 L2 D2 + ITEMS re: D1 R D3 L1 L3 L2 D2

V70E 06086 6.0 16 50 6 V70R 06056 6.0 0.5 5.80 6 18 50 6

\VV70E 0808 8.0 20 60 8 V70R 0610 6.0 1.0 5.80 6 18 50 6

V70E 1010 10.0 25 75 10 V70R 0805 8.0 0.5 7.70 8 24 60 8

V70E 1212 12.0 30 75 12 V70R 0810 8.0 1.0 7.70 8 24 60 8

V70E 1616 16.0 40 100 16 V70R 1005 10.0 0.5 9.60 10 30 75 10

V70R 1010 10.0 1.0 9.60 10 30 75 10

V70R 1020 10.0 2.0 9.60 10 30 75 10

V70R 1205 12.0 0.5 11.50 12 36 5 12

V70R 1210 12.0 1.0 11.50 12 36 75 12

V70R 1220 12.0 2.0 11.50 12 36 75 12
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7 V70

V70
A F ~ JHee Vv 30° FHRC
] ~ 9
me § % r § 70 MG M | 70
Hardened Steels HRC70 series / 4 Flute / Coener Radius O P ‘ Hardened Steels HRC70 series / 2 Flute / Long Neck / Ball Nose o P [ 4

L2

‘ L2

- \—l Q\\\ :.I.T N L3 ] D1=2R

Re X e ————— ’

’ D1 E _ D2|

- - 1 —
‘- 3 -
"\, * 4 Flute Corner Radius with special angle ground for workpiece up to HRC70. \: « R0.25~R2 mm 2 Flute long neck Ball Nose for precision milling up to HRC70.
+ FEATURES » VMG Special Micro Grain Carbide. High hardness, high rigidity, and high bending resistance. + FEATURES » Effective length 4~30 mm excellent for rib milling.
* i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting * i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting
at high speed. at high speed.
unit: mm i \ i 3 unlk mm
—— ‘ Diameter ‘ Comer R ‘ FluteLength |  OAL. ‘ Shank Dia ‘ - ITEMS Order No. Rasus ‘ Neg‘;”a FMELL,IE s Eﬁecugem OS" ShagkzDia
« ITEMS D1 R L1 L2 D2 -

V70BF 00504 R0.25 0.46 0.5 4 50 4
Y/ORD 0102 1:0 9.2 = 20 4 V70BF 00506 R0.25 0.46 0.5 6 50 4
VIORD 81802 ik, 0e 2 20 ‘. V70BF 00604 RO.3 0.56 0.6 4 50 4
s e £ £ e . = V70BF 00606  R0.3 0.56 0.6 6 50 4
V/ORD 0202 20 9.2 4 59 4 V70BF 00806 RO0.4 0.76 0.8 6 50 4
Y7ORD) 0208 =0 g 4 90 4 V70BF 00808  RO.4 0.76 0.8 8 50 4
V70RD 0205 2.0 0.5 4 50 4 V70BF 01006 RO.5 0.95 1.5 6 50 4
VTORD 0302 20 0.2 g 50 e V70BF 01008 RO.5 0.95 1.5 8 50 4
Y/OED 0206 8.0 0.5 8 a0 8 V70BF 01010 RO.5 0.95 1.5 10 50 4
VivED 0402 4.0 8.2 8 20 g V70BF 01012 RO.5 0.95 1.5 12 50 4
. g . o - - V70BF 01208  R0.6 115 2 8 50 2
VFORD €410 sl 1.0 & Bb & V70BF 01212 R0.6 1.15 2 12 50 4
V7ORD UG08 o L s S50 5 V70BF 01508 R0.75  1.45 2 8 50 4
VrDEmeetn 5o = 12 5E 5 V70BF 01512 RO.75 1.45 2 12 50 4
V/ORD 0806 5.8 9.9 19 0 B V70BF 01516 RO.75 1.45 2 16 50 4
Y7ORD 0840 8.0 1.0 19 a0 s V70BF 015620 R0.75 _ 1.45 2 20 50 4
MIDET 1085 oot 0 0 . i V70BF 01608 RO.8 1.54 2.5 8 50 4
V7ERD 1010 0.0 1.0 L 79 L V70BF 01612 R0.8 1.54 2.5 12 50 4
Y/OED 1020 100 20 20 rs 10 V70BF 01616 RO.8 1.54 2.5 16 50 4
V70RD 1030 10.0 3.0 20 75 10 V70BF 02008 RA1 192 3 8 50 4
SR 1205 L Db s 7 L V70BF 02012  R1 1.92 3 12 50 4
VFORD 1210 120 10 =4 b 12 V70BF 02016  R1 1.92 3 16 50 4
VYORD 1270 120 e s s 18 V70BF 02020 R1 1.92 3 20 50 4
V7ORD 1280 il ol =t A £l V70BF 03008 R1.5 2.90 4 8 75 6
V70BF 03010 R1.5 2.90 4 10 75 6
V70BF 03016 R1.5 2.90 4 16 75 6
V70BF 03020 R1.5 2.90 4 20 75 6
V70BF 03025 R1.5 2.90 4 25 75 6
V70BF 04010 R2 3.88 5 10 75 6
V70BF 04015 R2 3.88 5 15 5 6
V70BF 04020 R2 3.88 5 20 75 6
V70BF 04025 R2 3.88 5 25 75 6
V70BF 04030 R2 3.88 5 30 75 6

480.LA

SN ANT |



| SN AN3T | g4304LA

24

V70EFB

+ FEATURES

- ITEMS

vV
MG

HRC
70
Hardened Steels HRC70 series / 4 Flute / Long Neck / Square . P tl

™\, * 1.0~4.0 mm 4 Flute long neck Square for precision milling up to HRC70.
- Effective length 6~30 mm excellent for rib milling.
* i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting

at high speed.

Semi-
Finishing

V70RFB

+ FEATURES

) ) _ unit: mm
Order No. DiaBn‘tIater l Neg(aDia \ Flutel-]_fngth E!fectilv-ezla.engm .. Oi’-\z,L. ] ShaSI;Dia ]
V7/0EFB 01006 1.0 0.95 1:5 6 50 4
V70EFB 01008 1.0 0.95 1.5 8 50 4
V70EFB 01010 1.0 0.95 1.5 10 50 4
V70EFB 01012 1.0 0.95 1.5 12 50 4
V70EFB 01208 1.2 1.15 2 8 50 4
V70EFB 01212 1.2 1.15 2 12 50 4
V70EFB 01508 1.5 1.45 2 8 50 4
V70EFB 01510 1.5 1.45 2 10 50 4
V70EFB 01512 1.5 1.45 2 12 50 4
V70EFB 01516 1.5 1.45 2 16 50 4
V70EFB 01608 1.6 1.54 2.5 8 50 4
V70EFB 01612 1.6 1.54 2.5 12 50 4
V70EFB 01616 1.6 1.54 2.5 16 50 4
V70EFB 02008 2.0 1.92 3 8 50 4
V70EFB 02010 2.0 1.92 3 10 50 4
V70EFB 02012 2.0 1.92 3 12 50 4
V70EFB 02016 2.0 1.92 3 16 50 4
V70EFB 02020 2.0 1.92 3 20 50 4
V70EFB 02510 2.5 2.40 3 10 50 4
V70EFB 02512 2.5 2.40 3 12 50 4
V7/O0EFB 02516 2.5 2.40 3 16 50 4
V70EFB 02520 2.5 2.40 3 20 50 4
V70EFB 03010 3.0 2.90 4 10 75 6
V70EFB 03012 3.0 2.90 4 12 75 6
V70EFB 03016 3.0 2.90 4 16 75 6
V70EFB 03020 3.0 2.90 4 20 75 6
V70EFB 03025 3.0 2.90 4 25 75 6
V70EFB 04010 4.0 3.88 5 10 75 6
V70EFB 04015 4.0 3.88 5 15 75 6
V70EFB 04020 4.0 3.88 5 20 75 6
V70EFB 04025 4.0 3.88 5 25 75 6
V70EFB 04030 4.0 3.88 5 30 75 6

- ITEMS

* 1.0~3.0 mm 4 Flute long neck Corner Radius for precision milling up to HRC70.
 Effective length 4~20 mm excellent for rib milling.
 i-plus new coating offers great heat resistance and friction resistance; suitable for dry cutting

at high speed.

VIl 4 HRC
BBEREGE

Semi-
Finishing

) ] _ _ _ unit: mm
Order No. Diameter | Comer R . Neck Dia | Flute Length‘ Effective Length\ O.AL. .. Shank Dia \

D1 R D3 L1 L3 L2 D2
V70RFB 01004 1.0 0.1 0.95 1.0 < 50 4
V70RFB 01006 1.0 0.1 0.95 1.0 6 50 4
V70RFB 01008 1.0 0.1 0.95 1.0 8 50 4
V70RFB 01010 1.0 0.1 0.95 1.0 10 50 <
V70RFB 01504 1.5 0.2 1.45 1.5 4 50 4
V70RFB 01506 1.5 0.2 1.45 1.5 6 50 4
V70RFB 01508 1.5 0.2 1.45 1.5 8 50 4
V70RFB 01510 1.5 0.2 1.45 1.5 10 50 4
V70RFB 01512 1.5 0.2 1.45 1.5 12 50 4
V70RFB 02008 2.0 0.2 1.92 2.0 8 50 4
V70RFB 02010 2.0 0.2 1.92 2.0 10 50 4
V70RFB 02012 2.0 0.2 1.92 2.0 12 50 4
V70RFB 02016 2.0 0.2 1.92 2.0 16 50 4
V70RFB 03008 3.0 0.2 2.90 3.0 8 75 6
V70RFB 03010 3.0 0.2 2.90 3.0 10 75 6
V70RFB 03012 3.0 0.2 2.90 3.0 12 75 6
V70RFB 03016 3.0 0.2 2.90 3.0 16 75 6
V70RFB 03020 3.0 0.2 2.90 3.0 20 75 6
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HARDENED STEELS HRCé65 SERIES

Q “ MAGIC CUT

30° s [
7 »228

Hardened Steels HRCé65 series /| 2 Flute / Micro Diameter / Ball Nose O P K [ 43

> T o=

™, * Micro Diameter 2 Flute Ball Nose for up to HRC65.

« FEATURES « R0.1~R0.9 mm suitable for general purpose precision milling.

'+ i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.
_ ] _ _ unit: mm
. ; Bt iy ] Ra;ius " FluteLL$ngth \' sz.L, Sh'enl;k2 Dia

QBMS 0024 RO.1 0.4 50 4

QBMS 0034 RO0.15 0.6 50 <k

QBMS 0044 RO.2 0.8 50 4

QBMS 0054 R0.25 1.0 50 4

QBMS 0064 RO0.3 1.2 50 4

QBMS 0074 RO0.35 1.4 50 =+

QBMS 0084 R0.4 1.6 50 4

QBMS 0094 R0.45 1.8 50 4

QBMS 0124 RO0.6 2.4 50 <t

QBMS 0144 RO.7 2.8 50 4

QBMS 0164 RO0.8 3.2 50 4

QBMS 0184 R0.9 3.6 50 <k

MAGIC CUT

HG TECHNOLOGY CO., LTD. - htep://www.hgt.comitw. « « &

et + discontinuation
: MO *a"s’ E : E QBM Product Series with Aldura coating will be discontinued after Dec. 2024.
Yetntalee e e %" We will continue to ship QBM orders until our inventory is depleted.
"a"a 4 If you'd like to purchase QBM products, please contact your HGT sales representative while stocks last.
S S E = il The replacement of QBM is QBMS Product Series, which is original QBM with new coating i-X.
et 2t s
P p— : B e e
:
SOOI O -'?e-i;e:-witzi:
s s o e e e
atatatata
_‘#‘#‘1‘1‘
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Q MAGIC CUT

QB

3

30°
7

:

Cutting

Semi-
228

Data

&

Hardened Steels HRC65 series / 2 Flute / Ball Nose H K

28

™\, + 2 Flute Ball Nose for up to HRC65.

- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« ALTIN coating for Hardened steel.
] X unit: mm
. ITEMS _— Ra;ius ‘ Flute L|.1ength ‘ ol,fz,L, Sha[r;kz Dia ‘
QB 0104 RO.5 2 50 4
QB 0106 RO.5 2 50 6
QB 0154 R0.75 3 50 4
QB 0156 RO.75 3 50 6
QB 0204 R1 4 50 4
QB 0206 R1 4 50 6
QB 0303 R1.5 6 50 3
QB 0304 R1.5 6 50 4
QB 0306 R1.5 6 50 6
QB 0404 R2 8 50 4
QB 0406 R2 8 50 6
QB 0506 R2.5 10 50 6
QB 0606 R3 12 50 6
QB 0808 R4 16 60 8
QB 1010 R5 20 75 10
QB 1212 R6 24 75 12
QB 1616 R8 32 100 16

Q ~ MAGIC CUT

QBGS o

Y- Data
ami-
7 »228

Hardened Steels HRC65 series / 2 Flute / Ball Nose ® ® kK &

L2
N D1=2R

N \
D1 /-‘\ g : ;[
_ f

™\, * 2 Flute Ball Nose for up to HRC65.

- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.
] ] unit: mm
H | Radius | FuteLength | OAL |  ShankDia |
. ITEMS Order No. R L1 L2 D2
QBGS 0404 R2 8 50 6
QBGS 0606 R3 12 50 6
QBGS 0808 R4 16 60 8
QBGS 1010 R5 20 75 10
QBGS 1212 R6 24 75 12

+ discontinuation

QBG Product Series with Aldura coating will be discontinued after Dec. 2024.

We will continue to ship QBG orders until our inventory is depleted.

If you'd like to purchase QBG products, please contact your HGT sales representative while stocks last.
The replacement of QBG is QBGS Product Series, which is original QBG with new coating i-X.
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Q ~ MAGIC CUT Q

3 0° F|n|-.|||ng Cutting
Aco S Data
Flnrsr;':llng 228

Hardened Steels HRC65 series / 2 Flute / Ball Nose [ 43

MAGIC CUT

30° Cutting
S Data
& FIH::;!II'II] P.228
Hardened Steels HRCé65 series / 2 Flute / Ball Nose , _> K &g

D1|

-, ™

. * 2 Flute Ball Nose for up to HRCB65. ~, * 2 Flute Ball Nose for up to HRC65.
- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. - FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« Heat-resistant nAcoB Coating, excellent for dry machining; not recommended for working wet. « i8 Coating: High temperature resistance and low wear.
) _ ) unit: mm ) ) unit: mm
. ITEMS Gedari. Ra;ius ‘ Flute L|.1ength ‘ ol,f\Z,L, ‘ Shalgkz Dia | e \ _—_— " Ragus | Flute L|.1ength ‘ O&L, Sha[r;kz Dia |
QBN 0104 RO.5 2 50 < QBX 0104 RO.5 2 50 4
QBN 0106 RO.5 2 50 6 QBX 0106 RO.5 2 50 6
QBN 0154 RO.75 3 50 4 QBX 0154 RO.75 3 50 4
QBN 0156 RO.75 3 50 6 QBX 0156 RO.75 3 50 6
QBN 0204 R1 Es 50 4 QBX 0204 R1 B 50 4
QBN 0206 R1 4 50 6 QBX 0206 R1 4 50 6
QBN 0303 R1.5 6 50 3 QBX 0303 R1.5 6 50 3
QBN 0304 R1.5 6 50 4 QBX 0304 R1.5 6 50 4
QBN 0306 R1.5 6 50 6 QBX 0306 R1.5 6 50 6
QBN 0404 R2 8 50 4 QBX 0404 R2 8 50 4
QBN 0406 R2 8 50 6 QBX 0406 R2 8 50 6
QBN 0506 R2.5 10 50 6 QBX 0506 R2.5 10 50 6
QBN 0606 R3 12 50 6 QBX 0606 R3 12 50 6
QBN 0808 R4 16 60 8 QBX 0808 R4 16 60 8
QBN 1010 R5 20 75 10 QBX 1010 R5 20 75 10
QBN 1212 R6 24 75 12 QBX 1212 R6 24 75 12
QBN 1616 R8 32 100 16 QBX 1616 R8 32 100 16

NGD

| ST aN3 |
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Q ~ MAGIC CcUT Q " MAGIC cUT

3 0° Flnlshlnq Cutting 30“ Cutting
Aco S Data S Data
leb‘;;_:llng r.228 Fln::;;nq r.228
Hardened Steels HRCé65 series / 2 Flute / Ball Nose _ [ 43 Hardened Steels HRC65 series / 2 Flute / Ball Nose K &g

L2

D1=2R

., * 2 Flute Ball Nose for up to HRC65. ~, * 2 Flute Ball Nose for up to HRC65.
« FEATURES « With Effective length design for profile milling. « FEATURES « With Effective length design for profile milling.
« Heat-resistant nAcoB Coating, excellent for dry machining; not recommended for working wet. « i8 Coating: High temperature resistance and low wear.
) _ ) _ unit: mm _ _ ) _ _ unit: mm
Radius | NeckDia | Flutelength | Efectielengh| OAL. | ShankDia | N Radius | NeckDia | Flutelength  Efectivelengh| OAL | ShankDia |
- ITEMS fnder No. R D3 L1 L3 L2 D2 - ITEMS fxder No. R D3 L1 L3 L2 D2
QBHN 0104 RO.5 0.95 1 3 50 4 QBHX 0104 RO.5 0.95 1 3 50 4
QBHN 0154 RO.75 1.45 1 3 50 4 QBHX 0154 RO.75 1.45 1 3 50 =
QBHN 0204 R1 1.92 2 5 50 4 QBHX 0204 R1 1.92 2 5 50 4
QBHN 0306 R1.5 2.90 3 8 50 6 QBHX 0306 R1.5 2.90 3 8 50 6
QBHN 0406 R2 3.88 4 10 50 6 QBHX 0406 R2 3.88 B 10 50 6
QBHN 0506 R2.5 4.80 5 13 50 6 QBHX 0506 R2.5 4.80 5 13 50 6
QBHN 0606 R3 5.80 6 15 50 6 QBHX 0606 R3 5.80 6 15 50 6
QBHN 0808 R4 .70 8 20 60 8 QBHX 0808 R4 7.70 8 20 60 8
QBHN 1010 R5 9.60 10 25 75 10 QBHX 1010 R5 9.60 10 25 5 10
QBHN 1212 R6 11.50 12 30 75 12 QBHX 1212 R6 11.50 12 30 75 12

XHE0

| 771K ang |



TIN'ST9d0

| ST aN3 |

34

Q ~ MAGIC CcUT

Q B L S ] M @ L
Hardened Steels HRC65 series / 2 Flute / Long Shank / Ball Nose [ 43

+ FEATURES

- ITEMS

-,
%

3

HEDE

* Long Shank 2 Flute Ball Nose for up to HRC65.
« Extended overall length for greater depth of cut.
« ALTIN coating for Hardened steel.

Flnll.hlng Cutting

SPI’I\I
Fini shlng

Data

p.228

Q 'MAGIC CcUT

QBLSX.MX.LX e

Hardened Steels HRCé65 series / 2 Flute / Long Shank /

+ FEATURES

_ unit: mm

Radius | Flute Length | OAL. Shank Dia |
Order No. R ‘ L1 ‘ L2 D2
QBLS 0206 R1 4 75 6
QBLS 0306 R1.5 6 75 6
QBLS 0406 R2 8 75 6
QBLS 0506 R2.5 10 75 6
QBLS 0606 R3 12 75 6
QBLS 0808 R4 16 75 8
QBLM 0606 R3 12 100 6
QBLM 0808 R4 16 100 8
QBLM 1010 R5 20 100 10
QBLM 1212 R6 24 100 12
QBLL 1010 R5 20 150 10
QBLL 1212 R6 24 150 12
QBLL 1616 R8 32 150 16
QBLL 2020 R10 40 150 20

- ITEMS

~
\\

Ball Nose

Em

« Long Shank 2 Flute Ball Nose for up to HRCE5.
« Extended overall length for greater depth of cut.
« i8 Coating: High temperature resistance and low wear.

Cutting
Data

S
Fln::gllnq P.z 28

unit: mm

Radius Flute Length OAL. ShankDia |
Order No. R L1 L2 D2
QBLSX 0206 R1 4 75 6
QBLSX 0306 R1.5 6 75 6
QBLSX 0406 R2 8 75 6
QBLSX 0506 R2.5 10 75 6
QBLSX 0606 R3 12 75 6
QBLSX 0808 R4 16 75 8
QBLMX 0606 R3 12 100 6
QBLMX 0808 R4 16 100 8
QBLMX 1010 R5 20 100 10
QBLMX 1212 R6 24 100 12
QBLLX 1010 R5 20 150 10
QBLLX 1212 R6 24 150 12
QBLLX 1616 R8 32 150 16
QBLLX 2020 R10 40 150 20
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Q

MAGIC CUT Q ~ MAGIC CUT

Hardened Steels HRCé65 series / 2 Flute / Power Ball Nose [ 43

R(mghlng Semi- Cutting Flnll.hmg Cutting

LTI Flmshlnq Data s Data
emi-

»228 »229

Hardened Steels HRC65 series / 2 Flute / Micro Diameter / Square .

L2

D1=2R

™\, + Power 2 Flute Ball Nose for up to HRC65. \: * Micro Diameter 2 Flute Square for up to HRC65.
« FEATURES + Helix Angle 5 ° for heavy duty cutting and brings better chip removal. + FEATURES + Dia 0.2~1.8 mm suitable for general purpose precision milling.
« With Effective length design for profile milling. « i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.
. ) } ) unit: mm N ‘ _ ) i unit: mm
. ITEMS Order No. Raélus Neg(lea FIuteLL:ngth Eﬁeclllv-esl.engm OE-\Z,L. Shall:';kzD:a . ITEMS Order No. Diag:ter FluteLL:ngth OE\éL, Shali:';klea

QBP 0104 RO.5 0.95 1 3 50 4 QEMS 0024 0.2 0.4 50 4
QBP 0154 RO.75 1.45 2 5 50 4 QEMS 0034 0.3 0.6 50 4
QBP 0206 R1 1.92 3 6 50 6 QEMS 0044 0.4 0.8 50 4
QBP 0306 R1.5 2.90 4 8 50 6 QEMS 0054 0.5 1.0 50 4
QBP 0306A R1.5 2.90 4 8 75 6 QEMS 0064 0.6 1.2 50 4
QBP 0406 R2 3.88 5 10 50 6 QEMS 0074 0.7 1.4 50 4
QBP 0406A R2 3.88 5 10 75 6 QEMS 0084 0.8 1.6 50 4
QBP 0606 R3 5.80 6 12 50 6 QEMS 0094 0.9 1.8 50 4
QBP 0606A R3 5.80 6 16 75 6 QEMS 0124 1.2 3.0 50 4
QBP 0808 R4 7.70 8 16 60 8 QEMS 0144 1.4 3.0 50 4
QBP 0808A R4 7.70 8 25 100 8 QEMS 0164 1.6 4.0 50 4
QBP 1010 R5 9.60 10 20 75 10 QEMS 0184 1.8 50 50 4
QBP 1010A R5 9.60 10 30 100 10

QBP 1212 R6 11.50 12 25 75 12

QBP 1212A R6 11.50 12 35 100 12

+ discontinuation

QEM Product Series with Aldura coating will be discontinued after Dec. 2024.

We will continue to ship QEM orders until our inventory is depleted.

If you'd like to purchase QEM products, please contact your HGT sales representative while stocks last.
The replacement of QEM is QEMS Product Series, which is original QEM with new coating i-X.
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Q MAGIC CUT

Flmslung Cutting

ALTIN a1, 5

lepsr::nq P229

Hardened Steels HRC65 series / 4 Flute / Square - "

Q ~ MAGIC CUT

Flﬂl‘uhll'lg Cutting
S i Data
& Flnlpshmq P.229
Hardened Steels HRC65 series / 4 Flute /| Square . "

D2 D1

"\, * 4 Flute Square for HRC65. \: * 4 Flute Square for HRC65.
- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. - FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« ALTIN coating for Hardened steel. « i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.
_ ) ) unit: mm ) unit: mm

. ITEMS Oidai No-: DiaBn;ter ‘ FluteLL:ngth ‘ Oi\éL, ‘ Shali:';kzDia ‘ . ITEMS X N Dia[r)n:ter FluteLL:ngth OE\éL, ShaI;k2Dia

QEB 0104 1.0 | 3 50 4 QEBGS 0404 4.0 11 50 4

QEB 0154 1.5 4 50 4 QEBGS 0606 6.0 16 50 6

QEB 0204 2.0 6 50 4 QEBGS 0808 8.0 20 60 8

QEB 0303 3.0 8 50 3 QEBGS 1010 10.0 25 75 10

QEB 0304 3.0 8 50 4 QEBGS 1212 12.0 30 75 12

QEB 0404 4.0 11 50 4

QEB 0506 50 13 50 6

QEB 0606 6.0 16 50 6

QEB 0808 8.0 20 60 8

QEB 1010 10.0 25 75 10

QEB 1212 12.0 30 75 12

QEB 1616 16.0 40 100 16

QEB 2020 20.0 45 100 20

+ discontinuation

QEBG Product Series with Aldura coating will be discontinued after Dec. 2024.

We will continue to ship QEBG orders until our inventory is depleted.

If you'd like to purchase QEBG products, please contact your HGT sales representative while stocks last.
The replacement of QEBG is QEBGS Product Series, which is original QEBG with new coating i-X.

S9830

‘ STTIN aN3 |
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Q MAGIC CUT

A Flmslung Cutting
Data

& co F1§|Psr::nq 229
Hardened Steels HRC65 series / 4 Flute / Square - "

Q ~ MAGIC CUT

Flﬂl‘uhll'lg Cutting
S i Data
& Flnlpshmq p229
Hardened Steels HRC65 series / 4 Flute /| Square . "

D1

"\, * 4 Flute Square for HRC65. \: * 4 Flute Square for HRC65.
- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. - FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« Heat-resistant nAcoB Coating, excellent for dry machining; not recommended for working wet. * i8 Coating: High temperature resistance and low wear.
_ ) unit: mm ) unit: mm
. ITEMS Oidai No-: DiaBn:ter ‘ FluteLL:ngth Oi\éL, ‘ Shali:';kzDia ‘ . ITEMS X N DiaBn;ter FluteLL:ngth OféL, ShaI;kzDia
QEBN 0104 1.0 3 50 4 QEX 0304 3.0 8 50 4
QEBN 0154 1.5 4 50 4 QEX 0404 4.0 11 50 4
QEBN 0204 2.0 6 50 4 QEX 0506 5.0 13 50 6
QEBN 0303 3.0 8 50 3 QEX 0606 6.0 16 50 6
QEBN 0304 3.0 8 50 4 QEX 0808 8.0 20 60 8
QEBN 0404 4.0 11 50 4 QEX 1010 10.0 25 75 10
QEBN 0506 50 13 50 6 QEX 1212 12.0 30 75 12
QEBN 0606 6.0 16 50 6 QEX 1616 16.0 40 100 16
QEBN 0808 8.0 20 60 8 QEX 2020 20.0 45 100 20
QEBN 1010 10.0 25 75 10
QEBN 1212 12.0 30 75 12
QEBN 1616 16.0 40 100 16
QEBN 2020 20.0 45 100 20

NE30

STTIN aN3 |

40

41

X30

SN ANT |



Q ~ MAGIC CcUT

QELB

Hardened Steels HRC65 series / 4 Flute / Long Shank / Square @

Q 'MAGIC CcUT

Flnlahlng Cutting

Tl S Data

Flnlesr;':llng P.231

Hardened Steels HRC65 series / 4 Flute / Corner Radius [ 43

L2

lethng Cutting
LTI - Data
emi-
230

ﬁ-ﬁ-

L2 X

e bz -— \‘.\ U
\ L1 | i ‘{

g130

| ST aN3 |

42

"\, * 4 Flute Long Shank Square for up to HRC65. "\, * 4 Flute Corner Radius for HRC65
+ FEATURES « Extended overall length for greater depth of cut. + FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
* ALTIN coating for Hardened steel. * ALTIN coating for Hardened steel.
_ _ unit: mm 3 _ unit: mm
. ITEMS Order No. Dia;‘;ster ‘ FIuteLL:ngth Oii'-\éL, ‘ Shali:';kzDia . ITEMS Order No. D:agl:ter CornRer R ‘ Fiutell_;ngth sz.L. Shall:';kzDia
QELB 0606 6.0 15 75 6 QRD 0102 1.0 0.2 2 50 <
QELB 0606A 6.0 15 100 6 QRD 01502 1.5 0.2 3 50 4
QELB 0808 8.0 20 100 8 QRD 01503 1.5 0.3 3 50 =t
QELB 1010 10.0 25 100 10 QRD 0202 2.0 0.2 -+ 50 4
QELB 1212 12.0 30 100 12 QRD 0203 2.0 0.3 =t 50 4
QRD 0205 2.0 0.5 4 50 +
QRD 0302 3.0 0.2 6 50 3
QRD 0305 3.0 0.5 6 50 3
QRD 0402 4.0 0.2 8 50 -+
QRD 0405 4.0 0.5 8 50 b
QRD 0410 4.0 1.0 8 50 4
QRD 0605 6.0 0.5 12 50 6
QRD 0610 6.0 1.0 12 50 6
QRD 0805 8.0 0.5 16 60 8
QRD 0810 8.0 1.0 16 60 8
QRD 1005 10.0 0.5 20 75 10
QRD 1010 10.0 1.0 20 75 10
QRD 1020 10.0 2.0 20 75 10
QRD 1030 10.0 3.0 20 75 10
QRD 1205 12.0 0.5 24 75 12
QRD 1210 12.0 1.0 24 75 12
QRD 1220 12.0 2.0 24 75 12
QRD 1230 12.0 3.0 24 75 12
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Q

MAGIC CUT

Hardened Steels HRC65 series / 4 Flute / Corner Radius ‘

&lﬁ.ﬁm

Finishing

leshlnq

"\, * 4 Flute Corner Radius for HRC65

- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.
unit: mm
Diameter Corner R Flute Length O.AL. Shank Dia
ITEMS Order No. D1 R L1 L2 ‘ D2 ‘

QRDGS 0405 4.0 0.5 8 50 4
QRDGS 0605 6.0 0.5 12 50 6
QRDGS 0610 6.0 1.0 12 50 6
QRDGS 0805 8.0 0.5 16 60 8
QRDGS 0810 8.0 1.0 16 60 8
QRDGS 1005 10.0 0.5 20 75 10
QRDGS 1010 10.0 1.0 20 75 10
QRDGS 1205 12.0 0.5 24 75 12
QRDGS 1210 12.0 1.0 24 75 12

Cutting
Data

naning f 231

« discontinuation

QRDG Product Series with Aldura coating will be discontinued after Dec. 2024.
We will continue to ship QRDG orders until our inventory is depleted.
If you'd like to purchase QRDG products, please contact your HGT sales representative while stocks last.

The replacement of QRDG is QRDGS Product Series, which is original QRDG with new coating i-X.

Q ~ MAGIC CUT

QRDN

Hardened Steels HRCé65 series /| 4 Flute / Corner Radius

+ FEATURES

N

- ITEMS

%I%IEM

Finishing Cutting
Data

Sem
Flnlpshllnq P.231

» 4 Flute Corner Radius for HRC65
» Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« Heat-resistant nAcoB Coating, excellent for dry machining; not recommended for working wet.

_ unit: mm
Diameter Corner R Flute Length O.AL. Shank Dia
Qreer Mo, D1 R Th L2 D2 ‘
QRDN 0102 1.0 0.2 2 50 4
QRDN 01502 1:5 0.2 3 50 4
QRDN 01503 1.5 0.3 3 50 4
QRDN 0202 2.0 0.2 4 50 4
QRDN 0203 2.0 0.3 4 50 4
QRDN 0205 2.0 0.5 4 50 4
QRDN 0302 3.0 0.2 6 50 3
QRDN 0305 3.0 0.5 6 50 3
QRDN 0402 4.0 0.2 8 50 4
QRDN 0405 4.0 0.5 8 50 4
QRDN 0410 4.0 1.0 8 50 4
QRDN 0605 6.0 0.5 12 50 6
QRDN 0610 6.0 1.0 12 50 6
QRDN 0805 8.0 0.5 16 60 8
QRDN 0810 8.0 1.0 16 60 8
QRDN 1005 10.0 0.5 20 75 10
QRDN 1010 10.0 1.0 20 75 10
QRDN 1020 10.0 2.0 20 75 10
QRDN 1030 10.0 3.0 20 75 10
QRDN 1205 12.0 0.5 24 75 12
QRDN 1210 12.0 1.0 24 75 12
QRDN 1220 12.0 2.0 24 75 12
QRDN 1230 12.0 3.0 24 75 12
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"MAGIC CUT

QRHX

Q ~ MAGIC CcUT

lethng Cutting

Data

& L i Y

Hardened Steels HRCé65 series / 4 Flute / Corner Radius _ *

Flnlahlng Cutting
S Data
emi-

Flnlshlng P. 231

Hardened Steels HRC65 series / 4 Flute / Corner Radius *

L2

«
DA
I
"\ * 4 Flute Corner Radius for workpiece up to HRCB5. "\, * 4 Flute Corner Radius for up to HRC65.
+ FEATURES » Helix Angle 25 ° & short flute designed for heavy duty milling. « FEATURES + 1D flute length works great for high speed machining.
« Heat-resistant nAcoB Coating, excellent for dry machining; not recommended for working wet. « i8 Coating: High temperature resistance and low wear.

_ ) _ _ _ unmlnm ) _ _ _ unit: mm
< Diameter | CornerR | Neck Dia | Flute Length Effeciive LengthI O.AL. Shank Dia < i Diameter | Corner R | Neck Dia | Flute Length | Effective Length O.AL. Shank Dia
ITEMS Order No. D1 R D3 L1 L3 L2 D2 ITEMS Order No. D1 R D3 L1 L3 L2 D2
QRHN 0305 3.0 0.5 2.90 3 9 50 6 QRHX 0305 3.0 0.5 2.90 3 9 50 6
QRHN 0405 4.0 0.5 3.88 4 12 50 6 QRHX 0405 4.0 0.5 3.88 4 12 50 6
QRHN 0605 6.0 0.5 5.80 6 15 50 6 QRHX 0605 6.0 0.5 5.80 6 18 50 6
QRHN 0610 6.0 1.0 5.80 6 15 50 6 QRHX 0610 6.0 1.0 5.80 6 18 50 6
QRHN 0805 8.0 0.5 7.70 8 20 60 8 QRHX 0805 8.0 0.5 7.70 8 24 60 8
QRHN 0810 8.0 1.0 7.70 8 20 60 8 QRHX 0810 8.0 1.0 7.70 8 24 60 8
QRHN 1010 10.0 1.0 9.60 10 25 75 10 QRHX 1010 10.0 1.0 9.60 10 30 75 10
QRHN 1020 10.0 2.0 9.60 10 25 75 10 QRHX 1020 10.0 2.0 9.60 10 30 75 10
QRHN 1030 10.0 3.0 9.60 10 25 75 10 QRHX 1030 10.0 3.0 9.60 10 30 75 10
QRHN 1210 12.0 1.0 11.50 12 30 75 12 QRHX 1210 12.0 1.0 11.50 12 36 75 12
QRHN 1220 12.0 2.0 11.50 12 30 75 12 QRHX 1220 12.0 2.0 11.50 12 36 75 12

NHHO
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Q ~ MAGIC CcUT

QERC e %lﬁ

Hardened Steels HRC65 series /| 4 Flute / Long Shank / Corner Radius s

* 4 Flute long shank Corner Radius for HRC65.

- FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« ALTIN coating for Hardened steel.
_ unit: mm

. ITEMS Order No. Diag:ter Con;:r R Flutel-l_;_'ngth Ofuz.L. Shall:';kzDia
QERC 0605 6.0 0.5 12 75 6
QERC 0605A 6.0 0.5 12 100 6
QERC 0610 6.0 1.0 12 i 6
QERC 0610A 6.0 1.0 12 100 6
QERC 0805 8.0 0.5 16 100 8
QERC 0810 8.0 1.0 16 100 8
QERC 10056 10.0 0.5 20 100 10
QERC 1010 10.0 1.0 20 100 10
QERC 1020 10.0 2.0 20 100 10
QERC 12056 12.0 0.5 24 100 12
QERC 1210 12.0 1.0 24 100 12
QERC 1220 12.0 2.0 24 100 12

Q 'MAGIC CcUT

QRHLX

Flnlahlng Cutting
S Data
E""

Flnlshlng l’-231

™.

. * 4 Flute long shank Corner Radius for up to HRC65.

« FEATURES « 1D flute length for high speed machining extended overall length for greater depth of cut.
« i8 Coating: High temperature resistance and low wear.
_ _ _ unit: mm
. ITEMS Order No. D|a|;11eter Cora:r R Neg:aDla Flutell.;ngth Eﬁeculv-e;ength OE\Z.L. ShaI;klea
QRHLX 0605 6.0 0.5 5.8 6 18 75 6
QRHLX 0610 6.0 1.0 5.8 6 18 75 6
QRHLX 0805 8.0 0.5 7T 8 24 100 8
QRHLX 0810 8.0 1.0 7.7 8 24 100 8
QRHLX 1005 10.0 0.5 9.6 10 30 100 10
QRHLX 1010 10.0 1.0 9.6 10 30 100 10
QRHLX 1020 10.0 2.0 9.6 10 30 100 10
QRHLX 1205 12.0 0.5 11:9 12 36 100 12
QRHLX 1210 12.0 1.0 1.5 12 36 100 12
QRHLX 1220 12.0 2.0 11.5 12 36 100 12
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Q ~ MAGIC CcUT

Hardened Steels HRC65 series / 2 Flute / Long Neck / Ball Nose _ *y

3OD lethng Cutting
Data
E F.?fs"ﬁ:nq r.230

L2

-,

~, * R0.25~R2 mm 2 Flute long neck Ball Nose for precision milling up to HRC65.

« FEATURES » Effective length 4~30 mm excellent for rib milling.
« ALTIN coating for Hardened steel.
_ _ ) unit: mm
. ITEMS N Order No. Ra;ius . NegcaDia \ Flutelf‘:ngth Eﬁeclil\i'.esl.engm . OE\Z_L. Shall:';kzDia ]
QBF 00504 R0.25 0.46 0.5 4 50 4
QBF 00506 RO.25 0.46 0.5 6 50 4
QBF 00604 RO.3 0.56 0.6 < 50 Z
QBF 00606 RO.3 0.56 0.6 6 50 4
QBF 00806 RO.4 0.76 0.8 6 50 4
QBF 00808 RO.4 0.76 0.8 8 50 4
QBF 01006 RO.5 0.95 1.5 6 50 4
QBF 01008 RO.5 0.95 1.5 8 50 4
QBF 01010 RO.5 0.95 1.5 10 50 4
QBF 01012 RO.5 0.95 15 12 50 4
QBF 01208 RO.6 1.15 2.0 8 50 4
QBF 01212 RO.6 1.15 2.0 12 50 )
QBF 01508 RO.75 1.45 2.0 8 50 4
QBF 01512 RO.75 1.45 2.0 12 50 4
QBF 01516 RO.75 1.45 2.0 16 50 4
QBF 01520 RO.75 1.45 2.0 20 50 4
QBF 01608 RO.8 1.54 2.5 8 50 4
QBF 01612 RO.8 1.54 2.5 12 50 4
QBF 01616 RO.8 1.54 2.5 16 50 =
QBF 02008 R1 1:92 3.0 8 50 4
QBF 02012 R1 1.92 3.0 12 50 4
QBF 02016 R1 1.92 3.0 16 50 =+
QBF 02020 R1 1.92 3.0 20 50 4
QBF 03008 R1.5 2.90 4.0 8 50 6
QBF 03010 R1.5 2.90 4.0 10 50 6
QBF 03016 R1.5 2.90 4.0 16 50 6
QBF 03020 R1.5 2.90 4.0 20 75 6
QBF 03025 R1.5 2.90 4.0 25 75 6
QBF 04010 R2 3.88 5.0 10 75 6
QBF 04015 R2 3.88 5.0 15 75 6
QBF 04020 R2 3.88 5.0 20 75 6
QBF 04025 R2 3.88 5.0 25 75 6
QBF 04030 R2 3.88 5.0 30 75 6

Q 'MAGIC CcUT

QEFAS

Flnlahlng Cutting
S Data
emi-

Flnlshlng P.231

Hardened Steels HRCé65 series / 2 Flute / Long Shank /| Square t‘l

+ FEATURES

D1

- ITEMS

L3

L1
¢

D3

« Long neck 2 flute Square for HRC65.
« Dia 0.5~3.0 mm with effective length 4~25 mm excellent for rib milling.
« i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.

_ unit: mm
Diameter Neck Dia Flute Length | Effective Length OAL. Shank Dia
Seler Ma. D1 D3 L1 L3 L2 D2
QEFAS 00504 05 0.46 1.0 4 50 4
QEFAS 00506 0.5 0.46 1.0 6 50 4
QEFAS 00604 0.6 0.56 1.2 4 50 <t
QEFAS 00606 0.6 0.56 12 6 50 1
QEFAS 00804 0.8 0.76 1.2 < 50 4
QEFAS 00806 0.8 0.76 1.2 6 50 4
QEFAS 00808 0.8 0.76 1.2 8 50 =t
QEFAS 010086 1.0 0.95 1.5 6 50 =t
QEFAS 01008 1.0 0.95 15 8 50 4
QEFAS 01010 1.0 0.95 1.5 10 50 4
QEFAS 01012 1.0 0.95 1.5 12 50 <+
QEFAS 01208 1.2 1.15 2.0 8 50 -+
QEFAS 01212 1.2 1.15 2.0 12 50 4
QEFAS 01508 1.5 1.45 2.0 8 50 Bl
QEFAS 01510 1.5 1.45 2.0 10 50 4
QEFAS 01512 1.5 1.45 2.0 12 50 <+
QEFAS 01516 1.5 1.45 2.0 16 50 -+
QEFAS 01608 1.6 1.54 2.5 8 50 4
QEFAS 01612 1.6 1.54 2.5 12 50 4
QEFAS 01616 1.6 1.54 2.5 16 50 <+
QEFAS 02008 2.0 1.92 3.0 8 50 4
QEFAS 02010 2.0 1.92 3.0 10 50 4
QEFAS 02012 2.0 1.92 3.0 12 50 4
QEFAS 02016 2.0 1.92 3.0 16 50 4
QEFAS 02020 2.0 1.92 3.0 20 50 4
QEFAS 02510 25 2.40 3.0 10 50 4
QEFAS 02512 2.5 2.40 3.0 12 50 4 o
QEFAS 02516 2.5 2.40 3.0 16 50 4 m
QEFAS 02520 2.5 2.40 3.0 20 50 E CJ;
QEFAS 03010 3.0 2.90 4.0 10 50 6
QEFAS 03012 3.0 2.90 4.0 12 50 6
QEFAS 03016 3.0 2.90 4.0 16 50 6 =
QEFAS 03020 3.0 2.90 4.0 20 75 6 g
QEFAS 03025 3.0 2.90 4.0 25 75 6 o
=
« discontinuation I
w

QEFA Product Series with Aldura coating will be discontinued after Dec. 2024.

We will continue to ship QEFA orders until our inventory is depleted.

If you'd like to purchase QEFA products, please contact your HGT sales representative while stocks last.

The replacement of QEFA is QEFAS Product Series, which is original QEFA with new coating i-X. 51
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Q ~ MAGIC CcUT

QRFAS

+ FEATURES

- ITEMS

L3

* Long neck 2 Flute Corner Radius for up to HRC65.
« Dia 1.0~3.0 mm with effective length 4~20 mm excellent for rib milling.
« i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.

3

L2

A e
Hardened Steels HRC65 series /| 2 Flute / Long Neck / Corner Radius @ P K “ ..

D2

Cutting
Data

p.231

Q 'MAGIC CcUT

QRFBS

+ FEATURES

_ ) _ _ ) _ unit: mm
Order No. DiaI;'ll;ater Cora:r R Neglea FIuteLL;ngm Eﬁeclllv-e;ength Oikz,L, ShaI;klea
QRFAS 01004 1.0 0.1 0.95 1.0 B 50 4
QRFAS 01006 1.0 0.1 0.95 1.0 6 50 4
QRFAS 01008 1.0 0.1 0.95 1.0 8 50 +
QRFAS 01010 1.0 0.1 0.95 1.0 10 50 4
QRFAS 01504 1.5 0.2 1.45 1.5 4 50 4
QRFAS 01506 1.5 0.2 1.45 1.5 6 50 -+
QRFAS 01508 1.5 0.2 1.45 1.5 8 50 b
QRFAS 01510 1.5 0.2 1.45 1.5 10 50 <4
QRFAS 01512 1.5 0.2 1.45 15 12 50 4
QRFAS 02008 2.0 0.2 1.92 2.0 8 50 <t
QRFAS 02010 2.0 0.2 1.92 2.0 10 50 4
QRFAS 02012 2.0 0.2 1.92 2.0 12 50 =+
QRFAS 02016 2.0 0.2 1.92 2.0 16 50 4
QRFAS 03008 3.0 0.2 2.90 3.0 8 50 6
QRFAS 03010 3.0 0.2 2.90 3.0 10 50 6
QRFAS 03012 3.0 0.2 2.90 3.0 12 50 6
QRFAS 03016 3.0 0.2 2.90 3.0 16 50 6
QRFAS 03020 3.0 0.2 2.90 3.0 20 50 6

« discontinuation

QRFA Product Series with Aldura coating will be discontinued after Dec. 2024.
We will continue to ship QRFA orders until our inventory is depleted.

If you'd like to purchase QRFA products, please contact your HGT sales representative while stocks last.

The replacement of QRFA is QRFAS Product Series, which is original QRFA with new coating i-X.

- ITEMS

« Long neck 4 Flute Corner Radius for up to HRC65.
« Dia 1.0~3.0 mm with effective length 4~20 mm excellent for rib milling.

B EBREERS

« i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.

) _ _ _ unit: mm
Order No. Diameter | Corner R | Neck Dia | Flute Length. Effective Length. O.AL. .. Shank Dia\

D1 R D3 L1 L3 L2 D2
QRFBS 01004 1.0 0.1 0.95 1.0 - 50 4
QRFBS 01006 1.0 0.1 0.95 1.0 6 50 4
QRFBS 01008 1.0 0.1 0.95 1.0 8 50 4
QRFBS 01010 1.0 0.1 0.95 1.0 10 50 4
QRFBS 01504 1.5 0.2 1.45 1.5 4 50 <4
QRFBS 01506 1.5 0.2 1.45 1.5 6 50 4
QRFBS 01508 1.5 0.2 1.45 1.5 8 50 4
QRFBS 01510 1.5 0.2 1.45 1.5 10 50 4
QRFBS 01512 1.5 0.2 1.45 1.5 12 50 4
QRFBS 02008 2.0 0.2 1.92 2.0 8 50 4
QRFBS 02010 2.0 0.2 1.92 2.0 10 50 4
QRFBS 02012 2.0 0.2 1.92 2.0 12 50 4
QRFBS 02016 2.0 0.2 1.92 2.0 16 50 <
QRFBS 03008 3.0 0.2 2.90 3.0 8 50 6
QRFBS 03010 3.0 0.2 2.90 3.0 10 50 6
QRFBS 03012 3.0 0.2 2.90 3.0 12 50 6
QRFBS 03016 3.0 0.2 2.90 3.0 16 50 6
QRFBS 03020 3.0 0.2 2.90 3.0 20 50 6

« discontinuation

QRFB Product Series with Aldura coating will be discontinued after Dec. 2024.

We will continue to ship QRFB orders until our inventory is depleted.

If you'd like to purchase QRFB products, please contact your HGT sales representative while stocks last.
The replacement of QRFB is QRFBS Product Series, which is original QRFB with new coating i-X.
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S  SUPER MILL

SBM

For HRC60 Steels / 2 Flute / Micro Diameter / Ball Nose g

30° - o
A 5 0 55 B3
P K “

™, * Micro Diameter 2 Flute Ball Nose for up to HRC60.

« FEATURES « R0.1~R1 mm suitable for general purpose precision milling.
« ALTIN Coating for Hardened steel.
unit: mm

. ITEMS Orier No. Ra;lus FIuteLL’Iength OE\Z.L, ShaI;kzDza
SBM 0024 RO.1 0.4 50 <t
SBM 0034 RO.15 0.6 50 4+
SBM 0044 RO.2 0.8 50 4
SBM 0054 R0.25 1.0 50 4
SBM 0064 RO0.3 1.2 50 4
SBM 0074 R0.35 1.4 50 4
SBM 0084 RO.4 1.6 50 4
SBM 0094 R0.45 1.8 50 ek
SBM 0124 RO.6 2.4 50 4
SBM 0144 RO.7 2.8 50 4
SBM 0164 RO0.8 3.2 50 <t
SBM 0184 RO.9 3.6 50 4

FOR HRCé60 STEELS

54

HG TECHNOLOGY CO., LTD. - htep://www.hgt.comitw. « « &
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S ~ SUPER MILL S  SUPER MILL

n ey o ALTIN ey
7% »232 7 p232
For HRC60 Steels / 2 Flute / Micro Diameter / Ball Nose @ P K By For HRC60 Steels / 2 Flute / Ball Nose @ P K &y

-—

NAINES

| ST aN3 |

L2 N D1=2R
o T T o ANy L
SO L !
N |
D1} % D2 D1 -
™\, * Micro Diameter 2 Flute Ball Nose for up to HRC60. ™\, * 2 Flute Ball Nose for up to HRC60.
« FEATURES » R0.1~R1 mm suitable for general purpose precision milling. « FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel. « ALTIN Coating for Hardened steel.
_ _ unit: mm unit: mm
. ITEMS Order No. Rasus ‘ FluteLL:ngth Oii'-\z.L, ‘ Shall:';kzDia . ITEMS Order No. Ragus FluteLL:ngth Oi:AZ.L. ShaI;klea

SBMV 0024 RO.1 0.4 50 4 SB 0104 RO.5 2 50 4
SBMV 0034 RO.15 0.6 50 =+ SB 0106 RO.5 2 50 6
SBMV 0044 RO.2 0.8 50 4 SB 0154 RO.75 3 50 4
SBMV 0054 R0.25 1.0 50 4 SB 0156 RO.75 3 50 6
SBMV 0064 RO0.3 1.2 50 “+ SB 0204 R1 B 50 “+
SBMV 0074 RO0.35 1.4 50 ) SB 0206 R1 B 50 6
SBMV 0084 RO.4 1.6 50 4 SB 0254 R1.25 5 50 4
SBMV 0094 R0.45 1.8 50 <t SB 0256 R1.25 5 50 6
SBMV 0124 RO.6 24 50 = SB 0303 R1.5 6 50 3
SBMV 0144 RO.7 2.8 50 4 SB 0304 R1.5 6 50 4
SBMV 0164 RO.8 3.2 50 4 SB 0306 R1.5 6 50 6
SBMV 0184 RO0.9 3.6 50 =+ SB 0404 R2 8 50 =+

SB 0406 R2 8 50 6

SB 0505 R2.5 10 50 5

SB 0506 R2.5 10 50 6

SB 0606 R3 12 50 6

SB 0808 R4 16 60 8

SB 1010 R5 20 75 10

SB 1212 R6 24 75 12

SB 1616 R8 32 100 16

« discontinuation

SBMX Product Series with i8 coating will be discontinued after Dec. 2024.

We will continue to ship SBMX orders until our inventory is depleted.

If you'd like to purchase SBMX products, please contact your HGT sales representative while stocks last.
The replacement of SBMX is SBMV Product Series, which is original SBMX with new coating i-X.
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S ~ SUPER MILL S  SUPER MILL

S 30"" Flnll.lung Cg:;gg S 30"" Cg‘:;:g
m Fl‘:rsr;':llng 9232 m FI:::;!II'II] P.232
For HRC60 Steels / 2 Flute / Ball Nose *y For HRC60 Steels / 2 Flute / Ball Nose i _> ®y

L2
= Q: ™ = L
D1=2R \.\ L1 ; D1=2R

-, ™

., * 2 Flute Ball Nose for up to HRC60. ~, * 2 Flute Ball Nose for up to HRC60.
- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. - FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« G100 Coating for General steel. « i8 Coating: High temperature resistance and low wear.
_ _ unit: mm 3 _ _ ) unit: mm
. ITEMS — Ragus ‘ Flute LL:ngth ol.iaz.l_, ‘ Shall:';kz Dia ‘ i N Order No. ' Rasl.is Flute Ll_:ngth oifz.L. ShaI;kz Dia

SBK 0104 RO.5 2 50 4 SBX 0104 RO.5 2 50 4
SBK 0106 RO.5 2 50 6 SBX 0106 RO.5 2 50 6
SBK 0154 RO.75 3 50 4 SBX 0154 RO.75 3 50 4
SBK 0156 RO.75 3 50 6 SBX 0156 RO.75 3 50 6
SBK 0204 R1 4 50 4 SBX 0204 R1 4 50 4
SBK 0206 R1 4 50 6 SBX 0206 R1 4 50 6
SBK 0254 R1.25 5 50 4 SBX 0254 R1.25 5 50 4
SBK 0256 R1.25 5 50 6 SBX 0256 R1.25 5 50 6
SBK 0303 R1.5 6 50 3 SBX 0303 R1.5 6 50 3
SBK 0304 R1.5 6 50 4 SBX 0304 R1.5 6 50 4
SBK 0306 R1.5 6 50 6 SBX 0306 R1.5 6 50 6
SBK 0404 R2 8 50 4 SBX 0404 R2 8 50 4
SBK 0406 R2 8 50 6 SBX 0406 R2 8 50 6
SBK 0506 R2.5 10 50 6 SBX 0505 R2.5 10 50 5
SBK 0606 R3 12 50 6 SBX 0506 R2.5 10 50 6
SBK 0808 R4 16 60 8 SBX 0606 R3 12 50 6
SBK 1010 R5 20 75 10 SBX 0808 R4 16 60 8
SBK 1212 R6 24 75 12 SBX 1010 R5 20 75 10
SBK 1616 R8 32 100 16 SBX 1212 R6 24 75 12

SBX 1616 R8 32 100 16
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= 3 4 ALTIN B s
. ‘ m Fln::gllnq P.232
For HRC60 Steels / 2 Flute / Long Shank / Ball Nose K By

& L2 .
AN L1 D1=2R

S ~ SUPER MILL S

30 = Flnll.hlng Cutting
LTI s - Data
em
m Flnlshlng 9232

For HRC60 Steels / 4 Flute / Ball Nose *y

L2

D1]
|
"\, * 4 Flute Ball Nose for up to HRC60. "\, + Long Shank 2 Flute Ball Nose for up to HRC60.
« FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. « FEATURES « Extended overall length for greater depth of cut.
* ALTIN Coating for Hardened steel. « ALTIN Coating for Hardened steel.
_ _ unit: mm 3 _ _ ) unit: mm
. ITEMS D— Ragus ‘ Flute LL:ngth Oii'-\z.L, ‘ Shall:';kz Dia | i N Order No. ' Rasus Flute Ll_:ngth ' oifz.L. Shalgkz Dia
SBB 0104 RO.5 2 50 4 SBLS 0104 RO.5 2 75 4
SBB 0154 RO.75 3 50 4 SBLS 0106 RO.5 2 75 6
SBB 0204 R1 4 50 4 SBLS 0154 RO.75 3 75 4
SBB 0254 R1.25 5 50 4 SBLS 0156 RO.75 3 75 6
SBB 0304 R1.5 6 50 4 SBLS 0206 R1 4 75 6
SBB 0404 R2 8 50 4 SBLS 0256 R1.25 5 75 6
SBB 0506 R2.5 10 50 6 SBLS 0303 R1.5 6 75 3
SBB 0606 R3 12 50 6 SBLS 0306 R1.5 6 75 6
SBB 0808 R4 16 60 8 SBLS 0404 R2 8 75 4
SBB 1010 R5 20 75 10 SBLS 0406 R2 8 75 6
SBB 1212 R6 24 75 12 SBLS 0506 R2.5 10 75 6
SBB 1616 R8 32 100 16 SBLS 0606 R3 12 75 6
SBLS 0808 R4 16 75 8
SBLM 0206 R1 4 100 6
SBLM 0306 R1.5 6 100 6
SBLM 0406 R2 8 100 6
SBLM 0606 R3 12 100 6
SBLM 0808 R4 16 100 8
SBLM 1010 R5 20 100 10
SBLM 1212 R6 24 100 12
SBLL 0606 R3 12 150 6
SBLL 0808 R4 16 150 8
SBLL 1010 R5 20 150 10
SBLL 1212 R6 24 150 12
SBLL 1616 R8 32 150 16
SBLL 2020 R10 40 150 20
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For HRC60 Steels / 2 Flute /| Taper Neck / Ball Nose @ P K &5

S ~ SUPER MILL S

= - s
® ® | MG | % »232
For HRC60 Steels / 2 Flute / Long Shank / Ball Nose @ P k ey

X1 XN XS19S

| ST aN3 |
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A
;I“\.
D1
"\, + Long Shank 2 Flute Ball Nose for up to HRC60. "\, = Taper Neck 2 Flute Ball Nose for up to HRC60.
« FEATURES « Extended overall length for greater depth of cut. « FEATURES « Taper Angle(B): 1.5° » 3° » 5° suitable for working on an inclined surface.
* i8 Coating: High temperature resistance and low wear. « ALTIN Coating for Hardened steel.
_ _ unit: mm 3 unit: mm
. ITEMS Order No. Ragus ‘ FIuteLL:ngth Oi:AZ_L. ‘ Shali:';kzDia . ITEMS Order No. Ra;us F]uteLL:ngth Oi)-'-\éL. ‘ ShaI;klea TaperﬁAngle
SBLSX 0104 RO.5 2 75 4 SBC 0206 R1 4 75 6 37
SBLSX 0106 RO.5 2 75 6 SBC 0206A R1 4 75 6 5°
SBLSX 0154 RO.75 3 75 4 SBC 0306 R1.5 6 100 6 1567
SBLSX 0156 RO.75 3 75 6 SBC 0306A R1.5 6 75 6 3°
SBLSX 0206 R1 < 75 6 SBC 0306B R1.5 6 75 6 5°
SBLSX 0256 R1.25 5 75 6 SBC 0406 R2 8 100 6 1.87
SBLSX 0303 R1.5 6 5 3 SBC 0406A R2 8 100 6 3°
SBLSX 0306 R1.5 6 75 6 SBC 0406B R2 8 75 6 5°
SBLSX 0404 R2 8 75 = SBC 0608 R3 12 100 8 1.5°
SBLSX 0406 R2 8 75 6 SBC 0608A R3 12 75 8 3°
SBLSX 05086 R2.5 10 75 6 SBC 0608B R3 12 100 8 52
SBLSX 0606 R3 12 75 6
SBLSX 0808 R4 16 75 8
SBLMX 0206 R1 - 100 6
SBLMX 0306 R1.5 6 100 6
SBLMX 0406 R2 8 100 6
SBLMX 0606 R3 12 100 6
SBLMX 0808 R4 16 100 8
SBLMX 1010 R5 20 100 10
SBLMX 1212 R6 24 100 12
SBLLX 0606 R3 12 1560 6
SBLLX 0808 R4 16 150 8
SBLLX 1010 R5 20 150 10
SBLLX 1212 R6 24 150 12
SBLLX 1616 R8 32 150 16
SBLLX 2020 R10 40 150 20
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SBCX

S

For HRCé60 Steels / 2 Flute / Taper Neck / Ball Nose

.+ Taper Neck 2 Flute Ball Nose for up to HRC60.

30°
7

i Data
ami-
233

@ P k ey

« FEATURES « Taper Angle(B): 1.5° + 3°» 5° suitable for working on an inclined surface.
* i8 Coating: High temperature resistance and low wear.
unit: mm

. ITEMS Order No. Ra;!{ius FluteLL:ngth Oij\z.L. ShaSkzDia Taper‘sAngie
SBCX 0206 R1 4 ) 6 3?
SBCX 0206A R1 4 ) 6 5°
SBCX 0306 R1.5 6 100 6 1.5°
SBCX 0306A R1.5 6 75 6 3°
SBCX 0306B R1.5 6 75 6 5°
SBCX 0406 R2 8 100 6 1.67
SBCX 0406A R2 8 100 6 3°
SBCX 0406B R2 8 75 6 5°
SBCX 0608 R3 12 100 8 1.5°
SBCX 0608A R3 12 75 8 3°
SBCX 0608B R3 12 100 8 5°

S  SUPER MILL

SEM

20 JATN

b Data
emi-
»234

For HRC60 Steels / 2 Flute / Micro Diameter /| Square F P K “ ﬁ

+ FEATURES

- ITEMS

« Micro Diameter 2 Flute Square for up to HRC60.
« Dia 0.2~1.8 mm suitable for general purpose precision milling.
« ALTIN Coating for Hardened steel.

unit: mm
Order No. Dia;.:ter FluteLL:ngth Oii'-\éL, ShaI;kzDia
SEM 0024 0.2 0.4 50 4
SEM 0034 0.3 0.6 50 <
SEM 0044 0.4 0.8 50 4
SEM 0054 0.5 1.0 50 =
SEM 0064 0.6 1.2 50 -
SEM 0074 0.7 1.4 50 <4
SEM 0084 0.8 1.6 50 4
SEM 0094 0.9 1.8 50 4
SEM 0124 1.2 3.0 50 =
SEM 0144 1.4 3.0 50 4
SEM 0164 1.6 4.0 50 4
SEM 0184 1.8 5.0 50 <
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LA 1

D1I % D2 D1
I
™, * Micro Diameter 2 Flute Square for up to HRC80. ™\, * 2 Flute Square for up to HRC60.
« FEATURES + Dia 0.2~1.8 mm suitable for general purpose precision milling. « FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.

« i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel. « ALTIN Coating for Hardened steel.

_ _ unit: mm unit: mm
< Diameter Flute Length O.AL. Shank Dia < Diameter Flute Length O.AL. Shank Dia
TEMS — p ‘ ke A ‘ £ ITEMS Order No. i i P Do
SEMV 0024 0.2 0.4 50 4 SEA 0104 1.0 3 50 4
SEMV 0034 0.3 0.6 50 =+ SEA 0154 1.5 4 50 4
SEMV 0044 0.4 0.8 50 4 SEA 0204 2.0 6 50 4
SEMV 0054 0.5 1.0 50 4 SEA 0306 3.0 8 50 6
SEMV 0064 0.6 1.2 50 “+ SEA 0406 4.0 11 50 6
SEMV 0074 0.7 1.4 50 ) SEA 0506 50 13 50 6
SEMV 0084 0.8 1.6 50 4 SEA 0606 6.0 16 50 6
SEMV 0094 0.9 1.8 50 <t SEA 0808 8.0 20 60 8
SEMV 0124 1.2 3.0 50 = SEA 1010 10.0 25 75 10
SEMV 0144 1.4 3.0 50 4 SEA 1212 12.0 30 75 12
SEMV 0164 1.6 4.0 50 4 SEA 1616 16.0 40 100 16
SEMV 0184 1.8 50 50 =+ SEA 2020 20.0 45 100 20

« discontinuation

SEMX Product Series with i8 coating will be discontinued after Dec. 2024.

We will continue to ship SEMX orders until our inventory is depleted.

If you'd like to purchase SEMX products, please contact your HGT sales representative while stocks last.
The replacement of SEMX is SEMV Product Series, which is original SEMX with new coating i-X.
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SEB

+ FEATURES

- ITEMS

-,
%

* 4 Flute Square for up to HRCGE0.

: Finie‘ihing Cutting
gy ALT'N Semi- Daa
= Finishing 9233

S  SUPER MILL

SEK

=
3

™.

~, * 4 Flute Square for up to HRC60.

m Cutting

b Data

233
For HRC60 Steels / 4 Flute / Square @ P K = ﬁ

» Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. - FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« ALTIN Coating for Hardened steel. « G100 Coating for General steel.
_ _ unit: mm 3 unit: mm

— Diagl;ater ‘ Flute Ll_:ngth Oii'-\z.L, ‘ sr:aS; Dia | i N Order No. Dia;;ter Flute Ll_:ngth oif«z.L, ShaI;kz Dia
SEB 0104 1.0 3 50 4 SEK 0104 1.0 3 50 4
SEB 0106 1.0 3 50 6 SEK 0154 1.5 4 50 4
SEB 0154 1.5 4 50 4 SEK 0204 2.0 6 50 4
SEB 0156 1.5 4 50 6 SEK 0306 3.0 8 50 6
SEB 0204 2.0 6 50 4 SEK 0406 4.0 11 50 6
SEB 0206 2.0 6 50 6 SEK 0506 5.0 13 50 6
SEB 0254 2.5 8 50 4 SEK 0606 6.0 16 50 6
SEB 0256 2.5 8 50 6 SEK 0808 8.0 20 60 8
SEB 0303 3.0 8 50 3 SEK 1010 10.0 25 75 10
SEB 0304 3.0 8 50 4 SEK 1212 12.0 30 75 12
SEB 0306 3.0 8 50 6 SEK 1616 16.0 40 100 16
SEB 0404 4.0 11 50 4 SEK 2020 20.0 45 100 20
SEB 0406 4.0 11 50 6

SEB 0505 5.0 13 50 5

SEB 0506 5.0 13 50 6

SEB 0606 6.0 16 50 6

SEB 0808 8.0 20 60 8

SEB 1010 10.0 25 5 10

SEB 1212 12.0 30 75 12

SEB 1414 14.0 35 100 14

SEB 1616 16.0 40 100 16

SEB 1818 18.0 45 100 18

SEB 2020 20.0 45 100 20
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+ FEATURES
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- ITEMS

D1

L1

} [

—

mamm

Finishing

Cutting

s Data
le
233

"\, * 4 Flute Square for up to HRC60.
« Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.

* i8 Coating: High temperature resistance and low wear.

_ unit: mm
Diameter Flute Length OAL. Shank Dia
Srder No D1 ‘ h L2 D2 ‘
SEX 0304 3.0 8 50 4
SEX 0404 4.0 11 50 4
SEX 0506 5.0 13 50 6
SEX 0606 6.0 16 50 6
SEX 0808 8.0 20 60 8
SEX 1010 10.0 25 75 10
SEX 1212 12.0 30 75 12
SEX 1616 16.0 40 100 16
SEX 2020 20.0 45 100 20

S ~ SUPER MILL

SEP

For HRC60 Steels / 4 Flute / Power / Square

Cutting
Data

r.234

\: « Power roughing 4 Flute Square for up to HRC60.

+ FEATURES » Round and wide chip gullet designed for heavy duty milling.
« HELICA Coating: Heat resistance and low wear.
N unit: mm
Diameter Flute Length OAL. Shank Dia
ITEMS Order No. D1 L1 L2 D2
SEP 0306 3.0 8 50 6
SEP 0406 4.0 bl 50 6
SEP 0506 50 13 50 6
SEP 0606 6.0 16 50 6
SEP 0808 8.0 20 60 8
SEP 1010 10.0 25 75 10
SEP 1212 12.0 30 75 12
SEP 1616 16.0 40 100 16
SEP 2020 20.0 45 100 20
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SEWV

® 2w Data
ami-
»234

" C
For HRC60 Steels / 4 Flute /| Square . P K = ﬁ “

‘ STTIN aN3 |
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@} L2

\ |
\ |

"\, * 4 Flute Square for up to HRC60.

D2

+ FEATURES » Variable helix angle and unequal flute spacing designed for stability and anti-vibration.
* G-plus Coating: Excellent wear resistance and heat resistant.
) _ unit: mm
Diameter Chamfer Flute Length O.AL. Shank Dia

ITEMS Order No. ‘ D1 ‘ C L1 w L2 ‘ D2 ‘
SEWYV 0306 3.0 0.2 8 50 6
SEWYV 0406 4.0 0.2 11 50 6
SEWYV 0506 5.0 0.2 13 50 6
SEWYV 0606 6.0 0.2 16 50 6
SEWYV 0808 8.0 0.2 20 60 8
SEWYV 1010 10.0 0.3 25 75 10
SEWYV 1212 12.0 0.3 30 75 12
SEWYV 1616 16.0 0.5 40 100 16
SEWYV 2020 20.0 0.5 45 100 20

« discontinuation

SEW Product Series with G300 coating will be discontinued after Dec. 2024.

We will continue to ship SEW orders until our inventory is depleted.

If you'd like to purchase SEW products, please contact your HGT sales representative while stocks last.
The replacement of SEW is SEWV Product Series, which is original SEW with new coating G-plus.

)

" SUPER MILL

SEPC

For HRC60 Steels / 3 Flute / Square

D1
i
N
- FEATURES
%
- ITEMS

» 3 Flute Square for up to HRC60.
» Unique chip-removal flute design; excellent for plunging & slotting on special-shaped workpiece.
 i8 Coated SEPC brings unexpected high performance on most steels.

unit: mm
Diameter Flute Length OAL. Shank Dia
Srdec No. D1 Th L2 D2
SEPC 0206 2.0 6 50 6
SEPC 0256 2.5 6 50 6
SEPC 0306 3.0 8 50 6
SEPC 0356 3.5 8 50 6
SEPC 0406 4.0 11 50 6
SEPC 0456 4.5 11 50 6
SEPC 0506 50 13 50 6
SEPC 0606 6.0 16 50 6
SEPC 0808 8.0 21 65 8
SEPC 1010 10.0 25 80 10
SEPC 1212 12.0 30 80 12
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+ FEATURES

- ITEMS

S ~ SUPER MILL

SELA

-,
%

L2

Data

Semi-
Finrsr;:;ng 9233

For HRC60 Steels / 2 Flute / Long Shank / Square ® ® Kk == Ep

* Long Shank 2 Flute Square for up to HRC60.
« Extended overall length for greater depth of cut.
« ALTIN Coating for Hardened steel.

_ unit: mm
Diameter Flute Length O.AL. Shank Dia

Order No. D1 ‘ L1 L2 D2
SELA 0606 6.0 15 75 6
SELA 0606A 6.0 15 100 6
SELA 0808 8.0 20 100 8
SELA 1010 10.0 25 100 10
SELA 1010A 10.0 25 150 10
SELA 1212 12.0 30 100 12
SELA 1212A 12.0 30 150 12

S  SUPER MILL

SELB

20 JATN

b Data
emi-
233

For HRC60 Steels / 4 Flute /| Long Shank / Square F P K o=@ ﬁ

+ FEATURES

- ITEMS

~
\\

« Long Shank 4 Flute Square for up to HRC60.
- Extended overall length for greater depth of cut.
« ALTIN Coating for Hardened steel.

unit: mm
Diameter Flute Length O.AL. Shank Dia

Order No: D1 h L2 D2
SELB 0303 3.0 8 75 3
SELB 0404 4.0 11 75 <4
SELB 0606 6.0 15 75 6
SELB 0606A 6.0 15 100 6
SELB 0808 8.0 20 100 8
SELB 1010 10.0 25 100 10
SELB 1010A 10.0 25 150 10
SELB 1212 12.0 30 100 12
SELB 1212A 12.0 30 150 12
SELB 1616 16.0 40 150 16
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SELD e

For HRCé60 Steels / 4 Flute / Long Flute / Square

4 ; e
TN . ata
ah ALTIN e

® ® kK = K Ep

L2

~. + Long Flute 4 Flute Square for up to HRC60.

« FEATURES « Extended flute length (L1) suitable for deep side milling.
« ALTIN Coating for Hardened steel.
] _ unit: mm
. ITEMS Oider No. Dlagfter ‘ Fiutell'.;ength ‘ OE\Z,L. l Sha[r;kana
SELD 0404 4.0 25 75 +
SELD 0506 50 30 75 6
SELD 0606 6.0 30 75 6
SELD 0808 8.0 40 100 8
SELD 1010 10.0 40 100 10
SELD 1212 12.0 45 100 12

SHA o B E B RSB
P K

For HRCé60 Steels / 6 Flute / Square 0 s

- =

D1

E "+ 6 Flute Square for up to HRC60.

o + FEATURES + 6 Flute designed to bring excellent finishing for side milling.

= » ALTIN Coating for Hardened steel.

> S . ) . unit: mm

N Diameter Flute Length O.AL. Shank Dia

. - ITEMS Order No. Ot ‘ T ‘ P ‘ bs

% SHA 0606 6.0 16 50 6

= SHA 0808 8.0 20 60 8

r..‘_: SHA 1010 10.0 25 75 10

- SHA 1212 12.0 30 75 12
I SHA 1616 16.0 40 100 16
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S a \ Cutting
SEZ o B B 5 B 5
P kK K E9

For HRC60 Steels / 4 Flute / Chamfer / Square e

G L2
\\ | L1 -—
P - !
D1 D2
I I
"\, * Chamfer 4 Flute Square for up to HRC60. C
« FEATURES « Multi function corner chamfer designed for
milling and chamfering at the same time. é
« ALTIN Coating for Hardened steel. 1
unit: mm
: Diameter Chamfer Flute Length |  O.AL. Shank Dia |
ITEMS Order No. D1 C L1 L2 D2
SEZ0405 40 05 11 50 6
SEZ 0410 4.0 1.0 11 50 6
SEZ 0605 6.0 0.5 16 50 6
SEZ 0610 6.0 1.0 16 50 6
SEZ 0805 8.0 0.5 20 60 8
SEZ 0810 8.0 1.0 20 60 8
SEZ 1005 10.0 0.5 25 75 10
SEZ 1010 10.0 1.0 25 75 10
SEZ 1020 10.0 2.0 25 75 10
SEZ 1205 12.0 0.5 30 75 12
SEZ 1210 12.0 1.0 30 75 12
SEZ 1220 12.0 2.0 30 75 12
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For HRC60 Steels / 4 Flute / Corner Radius ® ® kK = K Ep

"\, * 4 Flute Corner Radius for HRCG0. "\, = 2 Flute Corner Radius for HRCGE0.
« FEATURES « Variable helix angle and unequal flute spacing offer great stability and anti-vibration. « FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« G-plus Coating: High temperature resistance and low wear. « ALTIN Coating for Hardened steel.
_ ) unit: mm 3 ) _ _ _ unit: mm
. ITEMS Order No. Diagl:ter Con;:r R FJuteI-I_;_'ngth I Ofuz.L. Shall:';kzDia ' . ITEMS ) Order No. Dia;.:ter Coral'l:r R Neg:sDia FIuteLL:ngth EﬁecthjSI.ength OE\Z.L. ShaI;kzDia
SRW 0302 3.0 0.2 8 50 6 SRA 0402 4.0 0.2 3.88 8 12 50 4
SRW 0305 3.0 0.5 8 50 6 SRA 0405 4.0 0.5 3.88 8 12 50 4
SRW 0402 4.0 0.2 11 50 6 SRA 0602 6.0 0.2 5.80 12 18 50 6
SRW 0405 4.0 0.5 11 50 6 SRA 0605 6.0 0.5 5.80 12 18 50 6
SRW 0605 6.0 0.5 16 50 6 SRA 0610 6.0 1.0 5.80 12 18 50 6
SRW 0610 6.0 1.0 16 50 6 SRA 0803 8.0 0.3 7.70 16 24 60 8
SRW 0805 8.0 0.5 20 60 8 SRA 0805 8.0 0.5 7.70 16 24 60 8
SRW 0810 8.0 1.0 20 60 8 SRA 0810 8.0 1.0 7.70 16 24 60 8
SRW 1005 10.0 0.5 25 75 10 SRA 1003 10.0 0.3 9.60 20 30 75 10
SRW 1010 10.0 1.0 25 75 10 SRA 1005 10.0 0.5 9.60 20 30 7h 10
SRW 1020 10.0 2.0 25 75 10 SRA 1010 10.0 1.0 9.60 20 30 75 10
SRW 1030 10.0 3.0 25 75 10 SRA 1020 10.0 2.0 9.60 20 30 75 10
SRW 1205 12.0 0.5 30 75 12 SRA 1210 12.0 1.0 11.50 24 36 75 12
SRW 1210 12.0 1.0 30 75 12 SRA 1220 12.0 2.0 11.50 24 36 75 12
SRW 1220 12.0 2.0 30 75 12 SRA 1605 16.0 0.5 15.40 30 40 100 16
SRW 1230 12.0 3.0 30 75 12 SRA 1610 16.0 1.0 15.40 30 40 100 16

MYS
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SRB

For HRC60 Steels / 4 Flute / Corner Radius

+ FEATURES

- ITEMS

-,
%

Cutting

Data
9.236
F— I,

* 4 Flute Corner Radius for HRC80.

« Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.

« ALTIN Coating for Hardened steel.

S  SUPERMILL

SRC

For HRC60 Steels / 2 Flute / Corner Radius

+ FEATURES

™.

_ ) _ _ unit: mm
Order No. Dia;.:ter CornRerR . NegsDia \ FIuteLL:ngth. Eﬁectf'.rl-e:;errgthI Oikz,L, . Sha[r;k2Dia\l
SRB 0402 4.0 0.2 3.88 8 12 50 4
SRB 0405 4.0 0.5 3.88 8 12 50 <+
SRB 0602 6.0 0.2 5.80 12 18 50 6
SRB 0605 6.0 0.5 5.80 12 18 50 6
SRB 0610 6.0 1.0 5.80 12 18 50 6
SRB 0803 8.0 0.3 7.70 16 24 60 8
SRB 0805 8.0 0.5 7.70 16 24 60 8
SRB 0810 8.0 1.0 7.70 16 24 60 8
SRB 1005 10.0 0.5 9.60 20 30 75 10
SRB 1010 10.0 1.0 9.60 20 30 75 10
SRB 1020 10.0 2.0 9.60 20 30 75 10
SRB 1030 10.0 3.0 9.60 20 30 75 10
SRB 1205 12.0 0.5 11.50 24 36 75 12
SRB 1210 12.0 1.0 11.50 24 36 75 12
SRB 1605 16.0 0.5 15.40 30 40 100 16
SRB 1610 16.0 1.0 15.40 30 40 100 16

- ITEMS

\\

S

.I'TI‘-.I
NS

» 2 Flute Corner Radius for HRCG0.
- Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« ALTIN Coating for Hardened steel.

AREDES

Finishing |l Cutting

Data
5
236

Diameter Corner R Flute Length OAL. Shank Dia

Arder No. D1 R ‘ h ‘ L2 D2
SRC 0302 3.0 0.2 6 50 3
SRC 03056 3.0 0.5 6 50 3
SRC 0402 4.0 0.2 8 50 4
SRC 0405 4.0 0.5 8 50 4
SRC 0410 4.0 1.0 8 50 4
SRC 0602 6.0 0.2 12 50 6
SRC 0605 6.0 0.5 12 50 6
SRC 0610 6.0 1.0 12 50 6
SRC 0615 6.0 1.5 12 50 6
SRC 0620 6.0 2.0 12 50 6
__ SRC 0803 8.0 0.3 16 60 8
SRC 0805 8.0 0.5 16 60 8
SRC 0810 8.0 1.0 16 60 8
SRC 0815 8.0 1.5 16 60 8
SRC 0820 8.0 2.0 16 60 8
SRC 1003 10.0 0.3 20 75 10
SRC 1005 10.0 0.5 20 75 10
SRC 1010 10.0 1.0 20 75 10
SRC 1015 10.0 1.5 20 75 10
SRC 1020 10.0 2.0 20 75 10
SRC 1030 10.0 3.0 20 434 10
SRC 12056 12.0 0.5 24 75 12
SRC 1210 12.0 1.0 24 75 12
SRC 12156 12.0 1.5 24 75 12
SRC 1220 12.0 2.0 24 75 12
SRC 1230 12.0 3.0 24 75 12
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S i Cutting s a m Cutting

v (~ —3 Dat .
SRD o B E RGBSR SRDX el 17~ L] is L
For HRC60 Steels / 4 Flute / Corner Radius ® ® kx B B For HRC60 Steels / 4 Flute / Corner Radius ® & kK B B

"\, * 4 Flute Corner Radius for HRC60. "\, « 4 Flute Corner Radius for HRC60.
- FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. - FEATURES « Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel.
« ALTIN Coating for Hardened steel. « i8 Coating: High temperature resistance and low wear.
_ unit: mm unit: mm
< Diameter Corner R Flute Length O.AL. Shank Dia < Diameter Corner R Flute Length O.AL. Shank Dia

ITEMS Order No. sl | R L1 L2 D2 ITEMS Order No. D1 R ‘ L1 L2 D2
SRD 01502 1.5 0.2 3 50 4 : '
SRD 0202 20 02 4 50 4 SRDX 0302 3.0 0.2 6 50 3
SRD 0205 2.0 0.5 4 50 4 SRDX 0305 3.0 0.5 6 50 3
SRD 03024 30 53 : 20 ; S VNP %0 0.2 : 50 -
SRD 0303.4 3.0 03 6 50 ) SRDOX 0408 4.9 9.5 8 50 4
SRD 0305 30 0.5 6 50 3 SRDX 0605 6.0 0.5 12 50 6
SRD 0305.4 3.0 0.5 6 50 4 SRDX 0610 6.0 1.0 12 50 6
ggg 3332-4 431'8 ;-g g gg ‘4‘ SRDX 0805 8.0 0.5 16 60 8
SRD 0405 20 05 8 50 7 SRDX 0810 8.0 1.0 16 60 8
SRD 0410 40 1.0 8 50 4 SRDX 1005 10.0 0.5 20 75 10
SRD 0602 6.0 0.2 12 50 6 SRDX 1010 10.0 1.0 20 75 10
ggg gggg g-g 8‘2 13 gg g SRDX 1020 10.0 2.0 20 75 10
SRD 0610 50 10 12 50 6 SRDX 1030 10.0 3.0 20 75 10
SRD 0615 6.0 1.5 12 50 6 SRDX 1205 12.0 0.5 24 75 12
SRD 0620 6.0 2.0 12 50 6 SRDX 1210 12.0 1.0 24 75 12
:28 ggg: g-g g-g 12 gg g SRDX 1220 12.0 2.0 24 75 12
SRD 0810 8:0 1:0 16 60 8 SRDX 1230 12.0 3.0 24 75 12
SRD 0815 8.0 1.5 16 60 8
SRD 0820 8.0 2.0 16 60 8
SRD 1003 10.0 0.3 20 75 10
SRD 1005 10.0 0.5 20 75 10
SRD 1010 10.0 1.0 20 75 10
SRD 1015 10.0 1.5 20 75 10
SRD 1020 10.0 2.0 20 TS 10
SRD 1030 10.0 3.0 20 75 10
SRD 1205 12.0 0.5 24 75 12
SRD 1210 12.0 1.0 24 75 12
SRD 1215 12.0 1.5 24 75 12
SRD 1220 12.0 2.0 24 75 12
SRD 1230 12.0 3.0 24 75 12
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Flnll.hlng Cutting

Data

ok 236

For HRC60 Steels / 4 Flute / Corner Radius ﬁ t

k59
po
D1
i
* 4 Flute Corner Radius for HRC60. "\, + Long Shank 4 Flute Corner Radius for HRC60.+
« FEATURES » Hardened steel, Cast iron, Low/High alloy steel, cast steel, and tool steel. « FEATURES « Extended overall length for greater depth of cut.
« G100 Coating for General steel. « ALTIN Coating for Hardened steel.
_ unit: mm unit: mm
< Diameter Corner R Flute Length O.AL. Shank Dia | < i Diameter Corner R Flute Length O.AL. Shank Dia
ITEMS Order No. sl R L1 L2 D2 ITEMS Order No. D1 R L1 L2 D2
22E ggg: g-g g-g g gg g SERC 0605 6.0 0.5 12 75 6
SRK 0402 4.0 02 11 50 4 SERC 0605A 6.0 0.5 12 100 6
SRK 0405 40 05 11 50 4 SERC 0610 6.0 1.0 12 75 6
SRK 0410 4.0 1.0 11 50 4 SERC 0610A 6.0 1.0 12 100 6
22§ g§g§ g-g 8‘2 12 gg g SERC 0805 8.0 0.5 16 100 5
SRK 0610 6.0 1.0 16 50 6 SERC 0810 8.0 1.0 16 100 8
SRK 0615 6.0 15 16 50 6 SERC 1005 10.0 0.5 20 100 10
SRK 0620 6.0 2.0 16 50 6 SERC 1010 10.0 1.0 20 100 10
ggi gggg g-g g-g gg gg g SERC 1020 10.0 2.0 20 100 10
SRK 0810 80 10 20 60 8 SERC 1205 12.0 0.5 24 100 12
SRK 0815 8.0 1.5 20 60 8 SERC 1210 12.0 1.0 24 100 12
SRK 0820 8.0 2.0 20 60 8 SERC 1220 12.0 2.0 24 100 12
SRK 1003 10.0 0.3 25 75 10
SRK 1005 10.0 0.5 25 75 10
SRK 1010 10.0 1.0 25 75 10
SRK 1015 10.0 1.5 25 75 10
SRK 1020 10.0 2.0 25 75 10
SRK 1030 10.0 3.0 25 75 10
SRK 1205 12.0 0.5 30 75 12
SRK 1210 12.0 1.0 30 75 12
SRK 1215 12.0 1.5 30 75 12
SRK 1220 12.0 2.0 30 75 12
SRK 1230 12.0 3.0 30 75 12
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S 4 F.m-.hmg Cutting
SERCX SRP

Roughing il Cutting
Data
mm.ﬁ.

For HRC60 Steels / 4 Flute / Long Shank Corner Radius @ P K ﬁ t For HRC60 Steels / 4 Flute / Power Corner Radius " h

86

& L2
1\
D1
i
"\, « Long Shank 4 Flute Corner Radius for HRC60. "\, * Power 4 Flute Corner Radius for HRC60.
- FEATURES « Extended overall length for greater depth of cut. - FEATURES « Helix Angle 5 ° with flute length 0.5D designed for heavy duty profile milling.
* i8 Coating: High temperature resistance and low wear. « ALTIN Coating for Hardened steel.
unit: mm unit: mm
. Diameter Corner R Flute Length OAL. Shank Dia < Diameter Corner Flute Length | Effective Length OAL. Shank Dia
ITEMS Order No. D1 R L1 L2 D2 ITEMS Order No. D1 R L1 L3 L2 D2
SERCX 0605 6.0 0.5 12 75 6 SRP 0615 6.0 1.5 3 18 50 6
SERCX 0610 6.0 1.0 12 75 6 _ SRP 0615A 6.0 1.5 3 18 75 6
SERCX 0805 8.0 0.5 16 100 8 SRP 0820 8.0 2.0 4 24 60 8
SERCX 0810 8.0 1.0 16 100 8 SRP 0820A 8.0 2.0 4 24 100 8
SERCX 1005 10.0 0.5 20 100 10 SRP 1020 10.0 2.0 5 30 75 10
SERCX 1010 10.0 1.0 20 100 10 SRP 1020A  10.0 2.0 5 30 100 10
SERCX 1020 10.0 2.0 20 100 10 SRP 1230 12.0 3.0 6 36 75 2
SERCX 1205 12.0 0.5 24 100 12 ) SRP 1230A 12.0 3.0 6 36 100 12
SERCX 1210 12.0 1.0 24 100 12
SERCX 1220 12.0 2.0 24 100 12
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> Finighing 9237 m Finishing P-237
For HRC60 Steels / 2 Flute / Long Neck / Ball Nose @ P k ey For HRC60 Steels / 2 Flute / Long Neck / Ball Nose ® ® k ey

- ke - D1=2R
Q‘\\ L |
| 1
1 &gﬁ 0
e 1 L —
D3 f
"\« Long Neck 2 Flute Ball Nose for HRC60.
.« Long Neck 2 Flute Ball Nose for HRC60. » FEATURES + R0.25~R2.0 mm with effective length 4~30 mm excellent for rib milling.
- FEATURES + R0.25~R2.0 mm with effective length 4~30 mm excellent for rib milling. = i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.
« ALTIN Coating for Hardened steel. unit: mm
. . i . . unit: mrr_l_. . ITEMS Order No. Radius Neck Dia Flute Length | Effective Length O.AL. Shank Dia
TEMS Radius Neck Dia | FluteLength | Effectvelengh ~ O.AL.  Shank Dia R D3 L1 L3 L2 D2
. SISICEHO. R ‘ D3 ‘ L1 L3 L2 D2 - : ke

SBFV 00504  R0.25 046 05 4 50 4
SBF 00504 R0.25 0.46 0.5 4 50 4 | SBFV 00506  RO0.25 0.46 0.5 6 50 4
SBF 00506 RO.25 0.46 0.5 6 50 4 SBEY 00804 RR.A 0,56 08 . 50 z

SBFV 00606 RO.3 0.56 0.6 6 50 4
SBF 00604 RO.3 0.56 0.6 4 50 “ SBFV 00806 RO 4 0.76 08 G 50 4
SBF 00606 RO.3 0.56 0.6 6 S0 4 SBFV 00808 RO.4 0.76 0.8 8 50 4
SBF 00806 RO.4 0.76 0.8 6 50 4 SBFV 01006 RO.5 0.95 1.5 6 50 4
SBF 00808 RO.4 0.76 0.8 8 50 4 SBFV 01008 RO.5 0.95 1.5 8 50 4
SBF 01006 RO 5 0.95 15 6 50 4 SBFV 01010 RO.5 0.95 1.5 10 50 4

SBFV 01012 RO.5 0.95 1.5 12 50 4
SBF 01008 RO.5 0.95 1.5 8 50 4 SBFV 01208 RO.G 115 > 5 50 2
SBF 01010 RO.5 0.95 1.5 10 50 4 SBFV 01212 RO.6 115 > 12 50 4
SBF 01012 RO.5 0.95 1.5 12 50 = SBFV 01508 RO.75 1.45 2 8 50 4
SBF 01208 RO.6 1.15 2 8 50 4 SBFV 01512 RO.75 1.45 2 12 50 4
SBF 01212 RO 6 115 > 12 50 a SBFV 01516 R0.75 1.45 2 16 50 4
SBF 01508 R0.75 1.45 2 8 50 4 SREY D120 RO, 75 1,45 2 20 a2 4

SBFV 01608 RO.8 1.54 2.5 8 50 4
SBF 01512 RE:¥o 1,40 . A2 ad 4 SBFV 01612 RO.8 1.54 25 12 50 4
SBF 01516 RO.75 1.45 2 16 50 4 SBFV 01616 RO.8 1.54 2.5 16 50 4
SBF 01520 RO.75 1.45 2 20 50 4 SBFV 02008 R1.0 1.92 3 8 50 4
SBF 01608 RO.8 1.54 25 8 50 4 SBFV 02012 R1.0 1.92 3 12 50 4
SBF 01612 RO.8 1.54 25 12 50 4 SBFV 02016 R1.0 1.92 3 16 S0 4

SBFV 02020 R1.0 1.92 3 20 50 4
SBF 01616 RO0.8 1.54 25 16 50 4 SBEV 03008 R15 290 2 8 50 6
SBF 02008 R1.0 1.92 3 8 30 4 SBFV 03010 R1.5 2.90 4 10 50 6
SBF 02012 R1.0 1.92 3 12 50 4 SBFV 03016 R1.5 2.90 4 16 50 6
SBF 02016 R1.0 1.92 3 16 50 4 SBFV 03020 R1.5 2.90 4 20 75 6
SBF 02020 R1.0 1.92 3 20 50 4 SBFV 03026 R1.5 2.90 4 25 75 6
SBF 03008 R15 590 a 8 50 6 SBFV 04010 R2.0 3.88 5 10 75 6

SBFV 04015 R2.0 3.88 5 15 75 6
SBF 03010 R1.5 2.90 4 10 50 6 SBFV 04020 R2.0 388 5 >0 75 6
SBF 03016 R1.5 2.90 4 16 50 6 SBFV 04025 R2.0 3.88 5 25 75 6
SBF 03020 R1.5 2.90 B 20 75 6 SBFV 04030 R2.0 3.88 5 30 75 6
SBF 03025 R1.5 2.90 4 25 75 6
SBF 04010 R2.0 3.88 5 10 75 6 + discontinuation
SBF 04015 R2.0 3.88 5 15 75 6
SBF 04020 R20 388 5 20 75 6 SBFX Product Series with i8 coating will be discontinued after Dec. 2024.

We will continue to ship SBFX orders until our inventory is depleted.

SBF 04026 R2.0 3.88 5 25 75 6 If you'd like to purchase SBFX products, please contact your HGT sales representative while stocks last.
SBF 04030 R2.0 3.88 5 30 i) 6

The replacement of SBFX is SBFV Product Series, which is original SBFX with new coating i-X.

Ad8S

| 771K ang |

|



V43S

| ST aN3 |

20

S ~ SUPER MILL

SEFA

+ FEATURES

| - ‘ 1

il

[ I
D3

-,
%
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For HRC60 Steels / 2 Flute / Long Neck / Square @ P K "

L3

Cutting

- Data
Semi-
Finizhing

p.237

)

" SUPER MILL

SEFAV

+ FEATURES

D1

D2|
—

» Long Neck 2 Flute Square for HRC60.

« Dia 1.0~3.0 mm with effective length 6~25 mm excellent for rib milling.

« ALTIN Coating for Hardened steel.

) _ _ unit: mm
Diameter Neck Dia Flute Length | Effective Length O.AL. Shank Dia
Order No. D1 D3 ‘ h G e D2

SEFA 01006 1.0 0.95 3 6 50 4
SEFA 01008 1.0 0.95 3 8 50 4

~SEFA 01010 1.0 0.95 3 10 50 <+
SEFA 01012 1.0 0.95 3 12 50 4
SEFA 01508 1.5 1.45 < 8 50 4
SEFA 01510 1.5 1.45 <4 10 50 <t

SEFA 01512 1.5 1.45 < 12 50 <
SEFA 01516 1.5 1.45 <4 16 50 4
SEFA 02008 2.0 1.92 6 8 50 4
SEFA 02010 2.0 1.92 6 10 50 4
SEFA 02012 2.0 1.92 6 12 50 <+
SEFA 02016 2.0 1.92 6 16 50 4

~ SEFA 02020 2.0 1.92 6 20 50 4
SEFA 02510 2.5 2.40 8 10 50 4
SEFA 02512 2.5 2.40 8 12 50 e
SEFA 02516 2.5 2.40 8 16 50 4
SEFA 02520 2.5 2.40 8 20 50 4
SEFA 03010 3.0 2.90 8 10 50 6
SEFA 03012 3.0 2.90 8 12 50 6
SEFA 03016 3.0 2.90 8 16 50 6
SEFA 03020 3.0 2.90 8 20 75 6
SEFA 03025 3.0 2.90 8 25 75 6

- ITEMS

=
3

L3

Lk

T

D3

Long Neck 2 Flute Square for HRC60.

Dia 1.0~3.0 mm with effective length 6~25 mm excellent for rib milling.

Data
Finr;sr;;;lg P.237
For HRC60 Steels / 2 Flute /| Long Neck /| Square @ P K Bp

D2

Cutting

i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.

« discontinuation

) ) _ _ _ unit: mm
Diameter Neck Dia Flute Length | Effective Length O.ALL. Shank Dia

diderHo. D1 ‘ D3 ‘ Th 13 L2 D2
SEFAV 01006 1.0 0.95 3 6 50 4
SEFAV 01008 1.0 0.95 3 8 50 )
~SEFAV 01010 1.0 0.95 3 10 50 4
SEFAV 01012 1.0 0.95 3 12 50 4
SEFAV 01508 1.5 1.45 4 8 50 4
SEFAV 01510 1.5 1.45 4 10 50 4
SEFAV 01512 1.5 1.45 <t 12 50 4
SEFAV 01516 1.5 1.45 <4 16 50 4
SEFAV 02008 2.0 1.92 6 8 50 .
SEFAV 02010 2.0 1.92 6 10 50 <+
SEFAV 02012 2.0 1.92 6 12 50 4
SEFAV 02016 2.0 1.92 6 16 50 )
~SEFAV 02020 2.0 1.92 6 20 50 4
SEFAV 02510 2.5 2.40 8 10 50 4
SEFAV 02512 2.5 2.40 8 12 50 4
SEFAV 02516 2.5 2.40 8 16 50 <4
SEFAV 02520 2.5 2.40 8 20 50 4
SEFAV 03010 3.0 2.90 8 10 50 6
SEFAV 03012 3.0 2.90 8 12 50 6
SEFAV 03016 3.0 2.90 8 16 50 6
SEFAV 03020 3.0 2.90 8 20 75 6
SEFAV 03025 3.0 2.90 8 25 75 6

SEFAX Product Series with i8 coating will be discontinued after Dec. 2024.
We will continue to ship SEFAX orders until our inventory is depleted.

If you'd like to purchase SEFAX products, please contact your HGT sales representative while stocks last.
The replacement of SEFAX is SEFAV Product Series, which is original SEFAX with new coating i-X.
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i Cutting S m Cutting

= ® , Data % , Data
SEF 3 El BB R ES o & 257
For HRCé60 Steels / 2 Flute / Long Neck / Corner Radius @ P K " t For HRC60 Steels / 2 Flute / Long Neck / Corner Radius @ P K " h

L L2 | . L2 _
L3 L3
R [y i w % [ 7 :
t\“' 1 \ \_....._.., i '
o1 L ————
i (T ! R WY —
D3 |
"\« Long Neck 2 Flute Corner Radius for HRC60. "\, =+ Long Neck 2 Flute Corner Radius for HRC60.
« FEATURES » Corner R0.1~R0.2 mm with effective length 4~20 mm excellent for rib milling. « FEATURES « Corner R0.1~R0.2 mm with effective length 4~20 mm excellent for rib milling.
« ALTIN Coating for Hardened steel. « i-X new coating offers great heat resistance and friction resistance; suitable for Hardened steel.
_ ) _ _ unit: mm ) _ _ _ _ unit: mm
. ITEMS Order No. DiaI;'ll;ster Cora:r R | NegsDia \ FIuteLL:ngth Eﬁectilv-e;ength' Oikz,L, Sha[r;k2Dia ] . ITEMS h Order No. Dia;.:ter Coral'l:r R . Neg:sDia FIuteLL:ngth I EﬁectivLesLength. OE\Z.L. .. ShaI;kzDia‘
SEF 01004 1.0 0.1 0.95 1.0 4 50 <4 SEFV 01004 1.0 0.1 0.95 1.0 4 50 4
SEF 01006 1.0 0.1 0.95 1.0 6 50 4 SEFV 01006 1.0 0.1 0.95 1.0 6 50 4
SEF 01008 1.0 0.1 0.95 1.0 8 50 4 SEFV 01008 1.0 0.1 0.95 1.0 8 50 4
SEF 01010 1.0 0.1 0.95 1.0 10 50 4 SEFV 01010 1.0 0.1 0.95 1.0 10 50 4
SEF 01504 1.5 0.2 1.45 1.5 4 50 4 SEFV 01504 1.5 0.2 1.45 1.5 = 50 4
SEF 01506 1.5 0.2 1.45 1.5 6 50 4 SEFV 01506 1.5 0.2 1.45 1.5 6 50 4
SEF 01508 1.5 0.2 1.45 1.5 8 50 = SEFV 01508 1.5 0.2 1.45 1.5 8 50 4
SEF 01510 1.5 0.2 1.45 1.5 10 50 4 SEFV 01510 1.5 0.2 1.45 1.5 10 50 4
SEF 01512 1.5 0.2 1.45 1.5 12 50 4 SEFV 01512 1.5 0.2 1.45 1.5 12 50 4
SEF 02008 2.0 0.2 1.92 2.0 8 50 4 SEFV 02008 2.0 0.2 1.92 2.0 8 50 4
SEF 02010 2.0 0.2 1.92 2.0 10 50 <4 SEFV 02010 2.0 0.2 1.92 2.0 10 50 <4
SEF 02012 2.0 0.2 1.92 2.0 12 50 4 SEFV 02012 2.0 0.2 1.92 2.0 12 50 4
SEF 02016 2.0 0.2 1.92 2.0 16 50 4 SEFV 02016 2.0 0.2 1.92 2.0 16 50 4
SEF 03008 3.0 0.2 2.90 3.0 8 50 6 SEFV 03008 3.0 0.2 2.90 3.0 8 50 6
SEF 03010 3.0 0.2 2.90 3.0 10 50 6 SEFV 03010 3.0 0.2 2.90 3.0 10 50 6
SEF 03012 3.0 0.2 2.90 3.0 12 50 6 SEFV 03012 3.0 0.2 2.90 3.0 12 50 6
SEF 03016 3.0 0.2 2.90 3.0 16 50 6 SEFV 03016 3.0 0.2 2.90 3.0 16 50 6
SEF 03020 3.0 0.2 2.90 3.0 20 50 6 SEFV 03020 3.0 0.2 2.90 3.0 20 50 6

« discontinuation

SEFX Product Series with i8 coating will be discontinued after Dec. 2024,

We will continue to ship SEFX orders until our inventory is depleted.

If you'd like to purchase SEFX products, please contact your HGT sales representative while stocks last.
The replacement of SEFX is SEFV Product Series, which is original SEFX with new coating i-X.
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For HRC55 Steels / 2 Flute / Micro Diameter /| Ball Nose B K By

+ FEATURES

™,

- ITEMS

« Micro Diameter 2 Flute Ball Nose for up to HRC55.
« TiaLN Coating for General steel.

« Radius(mm): R0.2~R0.9

30
= Data
M-
7 »238

D1=2R

unit: mm
Orier No. Ra;lus FIuteLL’Iength Of\z.L, ShaI;kzDza
BM 0044 RO0.2 0.8 50 <k
BM 0054 RO0.25 1.0 50 4
BM 0064 R0.3 1.2 50 4
BM 0074 RO0.35 1.4 50 4
BM 0084 RO0.4 1.6 50 B
BM 0094 R0.45 1.8 50 4
BM 0124 RO.6 2.4 50 4
BM 0144 RO.7 2.8 50 4
BM 0164 RO.8 3.2 50 4
BM 0184 R0.9 3.6 50 4
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For HRC55 Steels / 2 Flute / Small Shank / Ball Nose =y

L2

-—

__. L1 D1=2R
* o i
", = Small Shank 2 Flute Ball Nose for up to HRC55.
+ FEATURES « TiaLN Coating for General steel.
« Radius(mm): R0.5~R2
. _ unit: mm
. ITEMS — Rasus ‘ Flute Ll.:ngth Oii'-\z.L, ‘ sr;aS:; Dia
BS 0103 RO0.5 2 50 3
BS 0153 R0.75 3 50 3
BS 0203 R1 4 50 3
BS 0253 R1.25 5 50 3
BS 0303 R1.5 6 50 3
BS 0303A R1.5 6 75 3
BS 0303B R1.5 6 100 3
BS 0404 R2 8 75 P
BS 0404A R2 8 100 4

E ~ EFFICIENCY MILLS

BA

+ FEATURES

™.

- ITEMS

\\

L1

L2

. E
For HRC55 Steels / 2 Flute / Ball Nose By

Cutting
Data

S
Hng;hq |m2:38

-

« 2 Flute Ball Nose for workpiece up to HRC55.

« Low/High alloy steel, cast steel, tool steel, and Cast iron.

« TiaLN Coating for General steel.

D1=2R

unit: mm
Radius Flute Length O.AL. Shank Dia
Order No. R e '5 s
BA 0104 RO.5 2 50 4
BA 0154 RO.75 3 50 =
BA 0202 R1 <4 50 2
BA 0204 R1 “ 50 “
BA 0254 R1.25 5 50 -+
BA 0304 R1.5 6 50 <
BA 0354 R1.75 7 50 <
BA 0404 R2 8 50 4
BA 0456 R2.25 9 50 6
BA 0505 R2.5 10 50 5
BA 0506 R2.5 10 50 6
BA 0556 R2.75 11 50 6
BA 0606 R3 12 50 6
BA 0707 R3.5 14 60 7
BA 0708 R3.5 14 60 8
BA 0808 R4 16 60 8
BA 0910 R4.5 18 75 10
BA 1010 RS 20 75 10
BA 1212 R6 24 75 12
BA 1616 R8 32 100 16
BA 2020 R10 40 100 20
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BB ve (BN I 5 LD ES 5 BLS.BLM.BLL s
P

7 TiolN g o
Finizhing P.238
P

For HRC55 Steels / 4 Flute / Ball Nose K By For HRC5S5 Steels / 2 Flute / Long Shank / Ball Nose ! K ~r

L2

D1=2R X b L2 ol
o L1 | D1=2R

D1
"\, * 4 Flute Ball Nose for workpiece up to HRC55. \: » Long Shank 2 Flute Ball Nose for up to HRC55.
+ FEATURES » Low/High alloy steel, cast steel, tool steel, and Cast iron. + FEATURES » Extended overall length for greater depth of cut.
« TiaLN Coating for General steel. « TiaLN Coating for General steel.
_ ) unit: mm _ _ unit: mm
. [TEMS —— Ragus ‘ Flute Ll.‘;ength l o.lf\Z.L, ‘ Shall:';kz Dia ‘ . ITEMS 3 e Rasus | Flute Ll.:ngth \ oifz.L_ " ShaI;kz Dia |
BB 0104 RO.5 2 50 4 BLS 0104 RO.5 2 75 4
BB 0154 RO.75 3 50 4 BLS 0106 RO.5 2 75 6
BB 0204 R1 4 50 4 BLS 0154 RO.75 3 75 4
BB 0254 R1.25 5 50 4 BLS 0156 RO.75 3 75 6
BB 0304 R1.5 6 50 2 BLS 0206 R1 4 75 6
BB 0404 R2 8 50 4 BLS 0256 R1.25 5 75 6
BB 0506 R2.5 10 50 6 BLS 0306 R1.5 6 75 6
BB 0606 R3 12 50 6 BLS 0406 R2 8 75 6
BB 0808 R4 16 60 8 BLS 0506 R2.5 10 75 6
BB 1010 R5 20 75 10 BLS 0606 R3 12 75 6
BB 1212 R6 24 75 12 BLM 0206 R1 4 100 6
BLM 0306 R1.5 6 100 6
BLM 0406 R2 8 100 6
BLM 0606 R3 12 100 6
BLM 0808 R4 16 100 8
BLM 1010 R5 20 100 10
BLM 1212 R6 24 100 12
BLL 0606 R3 12 150 6
BLL 0808 R4 16 150 8
BLL 1010 R5 20 150 10
BLL 1212 R6 24 150 12
BLL 1616 R8 32 150 16
BLL 2020 R10 40 150 20

11g'’n1g9°'s1g
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2 Cgﬂ{ng 2 . m Cgﬂing
EM ve B E 5 () &5 9 ES ve B9 I 59 ) ES 5

L2 L2

= - T + N .
D1I ;—h D2 D1 De[
| i o s

* Micro Diameter 2 Flute Square for up to HRC55. ™\, + Small Shank 2 Flute Square for up to HRC55.
« FEATURES + Dia 0.4~1.8 mm suitable for general purpose micro milling. « FEATURES « Shank Diameter 3~4 mm with extended overall length; suitable for deeper narrow part milling.
« TiaLN Coating for General steel. « TiaLN Coating for General steel.
_ _ unit: mm _ _ unit: mm
- G, Dia;:ter ‘ Flute LL:ngth Oii'-\z.L, ‘ Shall:';kz Dia | . ITEMS 1 Order No. " Dia;:ter Flute Ll.:ngth " oifz.L. " Shalgkz Dia |
EM 0044 0.4 0.8 50 4 ES 0103 1.0 3 50 3
EM 0054 0.5 1.0 50 4 ES 0153 1.5 4 50 3
EM 0064 0.6 i 50 4 ES 0203 2.0 6 50 3
EM 0074 0.7 1.4 50 4 ES 0253 25 8 50 3
EM 0084 0.8 16 50 4 ES 0303 3.0 8 50 3
EM 0094 0.9 1.8 50 4 ES 0303A 3.0 8 75 3
EM 0124 1.2 3.0 50 4 ES 0303B 3.0 8 100 3
EM 0144 1.4 3.0 50 4 ES 0404 4.0 11 75 4
EM 0164 1.6 4.0 50 4 ES 0404A 4.0 i i 100 4
EM 0184 1.8 5.0 50 4

N3

‘ | s71711K ana |
| 771K ang |
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- ITEMS

« 2 Flute Square for up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

; unit: mm
Order No. Dial:r;'l‘;ater ‘ FluteLl.:ngth Ol.i'-\z.L, ShaSi;Dia ‘
EA 0104 1.0 3 50 4
E_A 0154 1.5 4 50 4
EA 0204 2.0 6 50 4
EA 0254 25 8 50 4
EA 0304 3.0 8 50 P
EA 0404 4.0 11 50 4
EA 0506 5.0 13 50 6
EA 0606 6.0 16 50 6
EA 0808 8.0 20 60 8
EA 1010 10.0 25 75 10
EA 1212 12.0 30 75 12
EA 1616 16.0 40 100 16
EA 2020 20.0 45 100 20

[|E ~ EFFICIENCY MILLS

+ FEATURES

D1

™.

\\

- ITEMS

4 . m Cgtting
ve B9 I 55 D) &5 B
o s s 4t e @ K == B

L2

L1

« 4 Flute Square for up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

unit: mm
Diameter Flute Length O.AL. Shank Dia

Order No. 03 e '5 s

EB 0104 1.0 3 50 4

EB 0154 1.5 4 50 4

EB 0202 2.0 6 50 2

EB 0204 2.0 6 50 4

EB 0254 2.5 8 50 4

EB 0303 3.0 8 50 3

EB 0304 3.0 8 50 4

EB 0404 4.0 11 50 4

EB 0505 5.0 13 50 5

EB 0506 5.0 13 50 6

EB 0606 6.0 16 50 6

EB 0707 7.0 18 60 7

EB 0808 8.0 20 60 8

EB 1010 10.0 25 75 10

EB 1212 12.0 30 75 12

EB 1414 14.0 35 100 14

EB 1616 16.0 40 100 16

EB 1818 18.0 45 100 18

EB 2020 20.0 45 100 20
m
o3}
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For HRC55 Steels / 3 Flute / Square P K == FJ &p

+ FEATURES

D1
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| ST aN3 |
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- ITEMS

%

L2

L1

« 3 Flute Square for up to HRC55.
« Helix Angle 45 ° to reduce cutting force.
« TiaLN Coating for General steel.

E ~ EFFICIENCY MILLS

EP

For HRC55 Steels / 3 Flute / Square

+ FEATURES

™.

_ unit: mm
Order No. Dial:r;'l‘;ater ‘ FluteLL:ngth Oii'-\z.L, Shall:';kzDia
EC 0304 3.0 8 50 4
EC 0404 4.0 11 50 <4
EC 0506 5.0 13 50 6
EC 0606 6.0 16 50 6
EC 0808 8.0 20 60 8
EC 1010 10.0 25 75 10
EC 1212 12.0 30 75 12
EC 1616 16.0 40 100 16
EC 2020 20.0 45 100 20

- ITEMS

\\

P

a E TialN

b Data
emi-
240

K == EFJ &p

! !

= 3 Flute Square for up to HRC55.
= With larger shank diameter to increase tool's rigidity; suitable for keyway milling.
« TiaLN Coating for General steel.

D2

unit: mm
Diameter Flute Length O.AL. Shank Dia

Order No. D1 L1 L2 D2

EP 0306 3.0 3 50 6

EP 0406 4.0 <} 50 6

EP 0506 5.0 5 50 6

EP 0608 6.0 6 60 8

EP 0810 8.0 8 75 10

EP 1012 10.0 10 75 12
m
o
m
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ED

Flnll.hlng Cutting
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em
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For HRC55 Steels / 4 Flute / Square ® == £ &»

D1

"\, * Helix Angle 45° 4 Flute Square for up to HRC55.

a3

| ST aN3 |

106

« FEATURES « Low/High alloy steel, cast steel, tool steel, and Cast iron.
« Also for Stainless steel, High temp. alloy, and Titanium & Ti alloys,
_ _ unit: mm
Diameter Flute Length O.AL. Shank Dia
ITEMS Order No. D1 ‘ L1 L2 ‘ D2
ED 0304 3.0 8 50 4
ED 0404 4.0 11 50 =+
ED 0506 50 13 50 6
ED 0606 6.0 16 50 6
ED 0808 8.0 20 60 8
ED 1010 10.0 25 75 10
ED 1212 12.0 30 75 12
ED 1616 16.0 40 100 16

E

EFFICIENCY MILLS

Cutting
Io spml Data
Finizhing P.z 39

For HRC55 Steels / 2 Flute / Long Shank / Square K == EP

P
.

Long Shank 2 Flute Square for up to HRC55.

« FEATURES - Extended overall length for greater depth of cut.
« TiaLN Coating for General steel.
unit: mm
\\ ' i i ) o
Diameter Flute Length O.AL. Shank Dia
ITEMS Order No. D1 L1 L2 D2
ELA 0606 6.0 15 75 6
ELA 0606A 6.0 15 100 6
ELA 0808 8.0 20 100 8
ELA 1010 10.0 25 100 10
ELA 1010A 10.0 25 150 10
ELA 1212 12.0 30 100 12
ELA 1212A 12.0 30 150 12
m
—
>
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For HRC55 Steels / 4 Flute / Long Shank / Square

+ FEATURES
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| ST aN3 |
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- ITEMS

-,
%

L2

P

K == B,

* Long Shank 4 Flute Square for up to HRC55.
« Extended overall length for greater depth of cut.
« TiaLN Coating for General steel.

_ _ unit: mm
Order No. Dia;‘;ster ‘ FIuteLL:ngth ‘ Oifz_L. ‘ Shali:';kzDia
ELB 0303 3.0 8 75 3
ELB 0404 4.0 11 75 <4
ELB 0606 6.0 15 75 6
ELB 0606A 6.0 15 100 6
ELB 0808 8.0 20 100 8
ELB 1010 10.0 25 100 10
ELB 1010A 10.0 25 150 10
ELB 1212 12.0 30 100 12
ELB 1212A 12.0 30 150 12
ELB 16186 16.0 40 150 16

E ~ EFFICIENCY MILLS

ELC

MG

2 Tl LN m
2, 0

Cutting
Data

r.240

For HRC5S5 Steels / 2 Flute / Long Flute /| Square P K o “

L2

+ FEATURES

~
\\

- ITEMS

« Long flute 2 Flute Square for up to HRC55.
« Extended flute length (L1) suitable for deep side milling.
« TiaLN Coating for General steel.

unit: mm
Diameter Flute Length O.AL. Shank Dia

Order No. D1 L1 L2 D2
ELC 0204 2.0 12 50 4
ELC 0304 3.0 20 50 4
ELC 0404 4.0 25 75 4
ELC 0506 5.0 30 75 6
ELC 0606 6.0 30 75 6
ELC 0808 8.0 40 100 8
ELC 1010 10.0 40 100 10
ELC 1212 12.0 45 100 12
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4 . m C;tat;ng E H 6 Finishing Cgtl;:g
EI-D MG % E TiolN ».240 MG g TiolN . 5

L2

L2 L1

D1 D1
i: i
* Long flute 4 Flute Square for up to HRC55. "\, * 6 Flute Square for up to HRC55.
« FEATURES « Extended flute length (L1) suitable for deep side milling. « FEATURES « Suitable for side milling with great workpiece surface after finish.
« TiaLN Coating for General steel. « TiaLN Coating for General steel.
_ _ unit: mm _ _ unit: mm
. Diameter Flute Length OAL. Shank Dia | . i | Diameter Flute Length | OAL. Shank Dia
TEMS — p ‘ ke A ‘ D2 ITEMS Order No. i 0 e Do
ELD 0204 2.0 15 50 4 EH 0606 6.0 16 50 6
ELD 0304 3.0 20 50 4 EH 0808 8.0 20 60 8
ELD 0404 4.0 25 75 4 i EH 1010 10.0 25 75 10
ELD 0506 5.0 30 75 6 EH 1212 12.0 30 75 12
ELD 0606 6.0 30 75 6 EH 1616 16.0 40 100 16
ELD 0808 8.0 40 100 8 EH 2020 20.0 45 100 20
ELD 1010 10.0 40 100 10
ELD 1212 12.0 45 100 12
ELD 1616 16.0 60 150 16
ELD 2020 20.0 60 150 20

ani3g

| ST aN3 |
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EHL

For HRC55 Steels / 6 Flute / Long Flute / Square P s

+ FEATURES

1H3

| ST aN3 |

112

- ITEMS

6 . Cutting
ve [ B 5 00 = B2
K

"\« Long flute 6 Flute Square for up to HRC55.

« Extended flute length (L1) suitable for deep side milling.
« TiaLN Coating for General steel.

_ _ unit: mm
Diameter Flute Length O.AL. Shank Dia
Order No. D1 ‘ L1 L2 ‘ D2
EHL 0606 6.0 24 75 6
EHL 0808 8.0 32 TS 8
EHL 1010 10.0 40 100 10
EHL 1212 12.0 45 100 12
EHL 1616 16.0 64 150 16
EHL 2020 20.0 75 150 20

E ~ EFFICIENCY MILLS

EG

For HRC55 Steels / 3 Flute / Roughing / Square P ' s

L2

3 Fine . Roughing [l Cutting
0 2 15 ] 7 |55 | haad] 2
K EB

D1 D2
I i
"\, * Roughing 3 Flute Square for up to HRC55.
« FEATURES « Chip breaker design dedicated to excellent chip removal.
« TiaLN Coating for General steel.
unit: mm
i Diameter Flute Length I O.AL. Shank Dia
ITEMS Order No. D1 L1 L2 D2
EG 0606 6.0 16 50 6
EG 0808 8.0 20 60 8
EG 1010 10.0 25 75 10
EG 1212 12.0 30 75 12
EG 1616 16.0 40 100 16
EG 2020 20.0 45 100 20

93

| 771K ang |
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4 Fine . Roughing l§ Cutting . m Cutting
Dat: D:
EGA ve Y [0 I 54 () S 2 ETL HEISE

« Long flute 2 Flute Taper End for up to HRC55.

vod
113

| s71711K ana |
| 771K ang |

: « FEATURES « Suitable for deep inclined surface milling.
», * Roughing 4 Flute Square for up to HRC55. + TiaLN Coating for General steel.
« FEATURES » Chip breaker design dedicated to excellent chip removal.
* TiaLN Coating for General steel. uhit: mm
| | B “"""[I . ITEMS Order No. Smalll:)r»:II Dia FIuteLL:ngth Tape:;'\ngle Larggugl Dia OE\Z,L. Sha[r;ksz

. ITEMS Order No. Flesr ‘ P i iy ‘ T ETL01006 1.0 10 0 147 50 4
| ETL 01010 1.0 10 1 135 50 4
EGA 0606 6.0 16 50 6 ETL 01015 1.0 10 1° 30 1.562 50 4
EGA 0808 80 20 60 8 ETL 01020 1.0 10 2° 1.70 50 4
ETL 010256 1.0 10 2° 30 1.87 50 4
EGA 1010 10.0 25 75 10 . ETL 01030 1.0 10 = 2.05 50 4
EGA 1212 12.0 30 79 12 ETL 01050 1.0 10 5" 2.74 50 4
EGA 1616 16.0 40 100 16 ETL 01070 1.0 10 7" 3.44 50 4
ETL 01506 1.5 10 30 1.67 50 4
EGA 2020 20.0 45 100 20 ETL 01510 15 10 i 1.87 50 4
ETL 015156 1.5 10 1* 30 2.02 50 4
ETL 01520 1.5 10 2° 2.20 50 4
ETL 01525 1.5 10 2° 30 2.37 S0 4
ETL 01530 1.5 10 3 2.55 50 4
ETL 02005 2.0 13 30' 2.22 50 4
ETL 02010 2.0 13 1° 2.45 50 4
ETL 020156 2.0 13 1° 30 2.68 50 4
ETL 02020 2.0 13 2° 2.90 50 4
ETL 02025 2.0 13 2" 30 3.13 50 4
ETL 02030 2.0 13 3° 3.36 50 4
ETL 02050 20 13 5 427 50 6
ETL 025056 2.5 15 30' 2.76 50 4
ETL 02510 2.5 15 g 3.03 50 4
ETL 02515 2.5 15 1° 30 3.29 50 4
ETL 02520 2.5 15 25 3.56 50 4
ETL 02526 25 15 2° 30 3.81 50 4
ETL 02530 2.5 15 a7 4.07 50 5]
ETL 02550 2.5 15 5 5.13 50 6
ETL 03005 3.0 20 30 3.35 60 6
ETL 03010 3.0 20 1° 3.70 60 6
ETL 030156 3.0 20 1° 30 4.05 60 6
ETL 03020 3.0 20 25 4.39 60 6
ETL 03025 3.0 20 2°30° 465 60 6
ETL 03030 3.0 20 37 5.10 60 6
ETL 03050 3.0 20 o° 6.50 60 8
ETL 04005 4.0 25 30 4.44 60 6
ETL 04010 4.0 25 1° 4.88 60 6
ETL 040156 4.0 25 1° 30 5.13 60 6
ETL 04020 4.0 25 27 5.5 60 6
ETL 040256 4.0 25 2° 30' 6.19 60 8

ETL 04030 4.0 25 5 6.62 60 I

g ETL 04050 4.0 25 5° 8.38 75 10 g
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For HRC55 Steels / 2 Flute / Taper Flute P X B

Finishing il Cutting

Semi-

Data

Finishing 9242

D3

» 2 Flute Taper End for up to HRC55.
« Suitable for inclined surface milling.
« TiaLN Coating for General steel.

Small Mil Dia |

Taper Angle Large Mill Dia I

Shank Dia |

_ unit: mm
Small Mill Dia Flute Length | Taper Angle Large Mill Dia OAL. Shank Dia
Sk e, D1 L1 B D3 L2 D2
ET 005005 0.5 2 30 0.53 50 4
ET o05010 0.5 2 1° 0.57 50 4
ET 005015 0.5 2 1® 30' 0.60 50 4
ET 005020 0.5 2 2° 0.64 50 4
ET 005025 0.5 2 2° 30 0.67 50 A
ET 005030 05 2 3° 0.71 50 4
ET 005050 0.5 2 5° 0.85 50 4
ET 005070 0.5 2 7° 0.99 50 4
ET 005100 0.5 2 10° 1.21 50 4
ET 010005 1.0 = 30' 1.07 50 4
ET 010010 1.0 4 i 1.14 50 4
ET 010015 1.0 3 1° 30' 1.21 50 4
ET 010020 1.0 4 22 1.28 50 4
ET 010025 1.0 “+ 2° 30 1.35 50 -+
ET 010030 1.0 <+ 3° 1.42 50 +
ET 010050 10 4 52 1.70 50 4
ET 010070 1.0 4 7= 1.98 50 -+
ET 010100 1.0 4 10° 2.41 50 4
ET 015005 1.5 5 30’ 1.59 50 -+
ET 015010 1.5 5 1° 1.67 50 4
ET 015015 15 5 1° 30 1.76 50 4
ET 015020 1.5 5 2° 1.85 50 4
ET 015025 B 5 2° 30' 1.93 50 4
ET 015030 1.5 2 3° 2.02 50 1
ET 015050 1.5 L i 2.37 50 1
ET 015070 15 5 7° 2.72 50 4
ET 015100 1.5 5 10° 3.26 50 4
ET 020005 2.0 6 30 2.10 50 4
ET 020010 2.0 6 1° 2.21 50 4
ET 020015 2.0 6 1° 30 2.31 50 4
ET 020020 2.0 6 2 2.41 50 4
ET 020025 2.0 6 2° 30 2.52 50 =
ET 020030 2.0 6 3% 2.62 50 4
ET 020050 2.0 B 57 3.05 50 4
ET 020070 2.0 6 7° 3.47 50 4
ET 020100 2.0 6 10° 4.11 50 4
ET 025005 25 8 30’ 2.64 50 “+
ET 025010 25 8 1° 2.78 50 4
ET 025015 29 8 1® 30 2.91 50 4
ET 025020 2.5 8 2° 3.05 50 4

Flute Length OAL.

Order No. D1 L1 R D3 L2 D2

ET 025025 2.5 8 2230 3.20 50 4

ET 025030 25 8 3° 3.33 50 4

ET 025050 25 8 5° 3.90 50 4

ET 025070 2.5 8 e 4.46 _50 6

ET 025100 2.5 8 10° 532 50 6

ET 030005 3.0 10 30' 317 50 6

ET 030010 3.0 10 i° 3.35 50 6

ET 030015 3.0 10 1° 30' 3.52 50 6

ET 030020 3.0 10 2 3.69 50 6

ET 030025 3.0 10 2° 30' 3.87 50 6

ET 030030 3.0 10 37 4.05 50 6

ET 030050 3.0 10 5 4.75 50 6

ET 030070 3.0 10 T 5.46 50 6

ET 030100 3.0 10 10° 6.53 60 8

ET 040005 4.0 15 30' 4.26 50 6

ET 040010 4.0 15 b 4.52 50 6

ET 040015 4.0 i5 12:80) 4.79 50 6

ET 040020 4.0 15 2° 5.04 50 6

ET 040025 4.0 15 2° 30' 5.31 50 6

ET 040030 4.0 15 3° 557 50 6

ET 040050 4.0 15 5° 6.62 60 8

ET 040070 4.0 15 i 7.68 60 8

ET 050005 50 20 30' 5.34 60 6

ET 050010 5.0 20 1° 5.70 60 6

ET 050015 50 20 1® 30' 6.04 60 8

ET 050020 50 20 it 6.39 60 8

ET 050025 5.0 20 2° 30' 6.74 60 8

ET 050030 50 20 37 7.10 60 8

ET 050050 5.0 20 5 8.50 75 10

ET 050070 5.0 20 7° 9.91 75 10

ET 060005 6.0 20 30' 6.35 60 8

ET 060010 6.0 20 1° 6.70 60 8

ET 060015 6.0 20 1° 30' 7.05 60 8

ET 060020 6.0 20 2° 7.40 60 8

ET 060025 6.0 20 2° 30' 7.75 60 8

ET 060030 6.0 20 37 8.10 60 8

ET 060050 6.0 20 5° 9.50 75 10

ET 080005 8.0 25 30' 8.44 75 10

ET 080010 8.0 25 10 8.87 75 10

ET 080015 8.0 25 12 30 9.31 75 10

ET 080020 8.0 25 2° 9.74 75 10

ET 080025 8.0 25 2° 30' 10.18 75 12

ET 080030 8.0 25 3° 10.62 75 12

ET 080050 8.0 25 5° 12.37 100 16

ET 100005 10.0 35 30' 10.61 100 12

ET 100010 10.0 35 1= 11.22 100 12

ET 100015 10.0 35 1® 30' 11.83 100 12

ET 100020 10.0 35 2° 12.44 100 16

ET 100025 10.0 35 2° 30' 13.06 100 16

ET 100030 10.0 35 3° 13.67 100 16 E

ET 100050 10.0 35 57 16.12 100 16
m
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i Data
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» 2 Flute Corner Radius for up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

[E ~ EFFICIENCY MILLS

For HRC55 Steels / 4 Flute /| Corner Radius

+ FEATURES

™.

) _ unit: mm
Diameter | Corner R Flute Length | O.AL. Shank Dia .
Qrder No D1 R h L2 D2
ERA 0302 3.0 0.2 6 50 3
ERA 0305 3.0 0.5 6 50 3
ERA 0402 4.0 0.2 8 50 4
ERA 0405 4.0 0.5 8 50 4
ERA 0410 4.0 1.0 8 50 4
ERA 0602 6.0 0.2 12 50 6
ERA 0605 6.0 0.5 12 50 6
ERA 0610 6.0 1.0 12 50 6
ERA 0615 6.0 1.5 12 50 6
ERA 0620 6.0 2.0 12 50 6
ERA 0803 8.0 0.3 16 60 8
ERA 0805 8.0 0.5 16 60 8
ERA 0810 8.0 1.0 16 60 8
ERA 0815 8.0 1.5 16 60 8
ERA 0820 8.0 2.0 16 60 8
ERA 1005 10.0 0.5 20 75 10
ERA 1010 10.0 1.0 20 75 10
ERA 1015 10.0 1.5 20 75 10
ERA 1020 10.0 2.0 20 75 10
ERA 1030 10.0 3.0 20 75 10
ERA 1205 12.0 0.5 24 75 12
ERA 1210 12.0 1.0 24 75 12
ERA 1215 12.0 1.5 24 75 12
ERA 1220 12.0 20 24 75 12
ERA 1230 12.0 3.0 24 75 12

- ITEMS

\\

L2

b Data
emi-
»243

5K &

L

D2
i
« 4 Flute Corner Radius for up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.
unit: mm
Diameter Corner R Flute Length O.AL. Shank Dia
Arder No. D1 R ‘ L1 ‘ L2 D2
ERB 0302 3.0 0.2 6 50 3
ERB 0302.4 3.0 0.2 6 50 e
ERB 0305 3.0 0.5 6 50 3
ERB 0305.4 3.0 0.5 6 50 4
ERB 0310 3.0 1.0 6 50 3
ERB 0310.4 3.0 1.0 6 50 4
ERB 0402 4.0 0.2 8 50 4
ERB 0405 4.0 0.5 8 50 4
ERB 0410 4.0 1.0 8 50 4
ERB 0602 6.0 0.2 12 50 6
ERB 0605 6.0 0.5 12 50 6
ERB 0610 6.0 1.0 12 50 6
ERB 0615 6.0 1.5 12 50 6
ERB 0620 6.0 2.0 12 50 6
ERB 0803 8.0 0.3 16 60 8
ERB 0805 8.0 0.5 16 60 8
ERB 0810 8.0 1.0 16 60 8
ERB 0815 8.0 1.5 16 60 8
ERB 0820 8.0 2.0 16 60 8
ERB 1005 10.0 0.5 20 75 10
ERB 1010 10.0 1.0 20 75 10
ERB 1015 10.0 1.5 20 75 10
ERB 1020 10.0 2.0 20 75 10 I
ERB 1030 10.0 3.0 20 75 10 g
ERB 1205 12.0 0.5 24 75 12
ERB 1210 12.0 1.0 24 75 12
ERB 1215 12.0 1.5 24 75 12
__ERB 1220 12.0 2.0 24 75 12 m
ERB 1230 12.0 3.0 24 75 12 %
=
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« ITEMS

L2

3 1% |5 ]5 fro

Semi-
Finishing

* Long shank 4 Flute Corner Radius for up to HRC55.
+ Extended overall length for greater depth of cut.
« TiaLN Coating for General steel.

Cutting
Data

r.243

FEATURES

=,
LY

_ unit: mm
OrdeF No. Dia[i;ilater CornRer R F1uteLLfrigth Ofiz,L, Shal;kzDia
ERC 0605 6.0 0.5 12 75 6
ERC 0605A 6.0 0.5 12 100 6
ERC 0610 6.0 1.0 12 75 6
ERC 0610A 6.0 1.0 12 100 6
ERC 0805 8.0 0.5 16 100 8
ERC 0810 8.0 1.0 16 100 8
ERC 1005 10.0 0.5 20 100 10
ERC 1010 10.0 1.0 20 100 10
ERC 1020 10.0 2.0 20 100 10
ERC 1205 12.0 0.5 24 100 12
ERC 1210 12.0 1.0 24 100 12
ERC 1220 12.0 2.0 o 100 12

« ITEMS

E ~ EFFICIENCY MILLS

BF

MG

30° Finishing Cutting
P Data
emi-

7 »243

For HRC55 Steels / 2 Flute / Long Neck / Ball Nose P K B

L2

Di=2R
!
D2
i
« Long neck 2 Flute Ball Nose for up to HRC55.
* R0.5~R2.0 mm with effective length 6~30 mm excellent for rib milling.
» TiaLN Coating for General steel.
unit: mm
Order No. Ra;;us Nelc::;<3Dia FIuteLL:ngth Effectiili.e?l'_engih Oifiz,L. Shal:r)iir:2 Dia
BF 01006 R0O.5 0.95 2 6 50 4
BF 01008 R0O.5 0.95 2 8 50 4
BF 01010 R0O.5 0.95 2 10 50 4
BF 01012 RO0.5 0.95 2 12 50 4
BF 01508 R0.75 1.45 3 8 50 4
BF 01510 R0.75 1.45 3 10 50 4
BF 01512 R0.75 1.45 3 12 50 4
BF 01516 R0.75 1.45 3 16 50 4
BF 01520 R0O.75 1.45 3 20 50 B
BF 02008 R1.0 1.92 4 8 50 4
BF 02010 R1.0 1.92 4 10 50 4
BF 02012 R1.0 1.92 4 12 50 4
BF 02016 R1.0 1.92 4 16 50 4
BF 02020 R1.0 1.92 4 20 50 4
BF 03008 R1.5 2.90 6 8 50 6
BF 03010 R1.5 2.90 6 10 50 6
BF 03012 R1.5 2.90 6 12 50 6
BF 03016 R1.5 2.90 6 16 50 6
BF 03020 R1.5 2.90 6 20 75 6
BF 03025 R1.5 2.90 6 25 75 6
BF 04012 R2.0 3.88 8 12 50 6
BF 04016 R2.0 3.88 8 16 50 6 =
BF 04020 R2.0 3.88 8 20 50 6
BF 04025 R2.0 3.88 8 25 75 6
BF 04030 R2.0 3.88 8 30 75 6 —
z
o
=
5
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EFA

+ FEATURES

V43

| ST aN3 |
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- ITEMS

E =~ EFFICIENCY MILLS

2 | 35 .
ne [ ] 5 (00 5
s s e Lo sre——_© K BB

Cutting
Data

p.243

TITANIUM & STAINLESS CUTTING SERIES

D2
i

« Long neck 2 Flute Square for up to HRC55.

« Dia 1.0~3.0 mm with effective length 6~25 mm excellent for rib milling.

« TiaLN Coating for General steel.

_ unit: mm
Order No. Diall:';'l"eter NegSDia FiuteLL’.Iength Eﬁecti:.e;ength | O:—\z.L_ ShaI;kzDia I

EFA 01006 1.0 0.95 3 6 50 <+
EFA 01008 1.0 0.95 3 8 50 4
EFA 01010 1.0 0.95 3 10 50 <}
EFA 01012 1.0 0.95 3 12 50 =
EFA 01508 1.5 1.45 4 8 50 4
EFA 01510 1.5 1.45 4 10 50 B
EFA 01512 1.5 1.45 4 12 50 4
EFA 01516 1.5 1.45 B 16 50 <+
EFA 02008 2.0 1.92 6 8 50 =
EFA 02010 2.0 1.92 6 10 50 4

~ EFA 02012 2.0 1.92 6 12 50 =
EFA 02016 2.0 1.92 6 16 50 <
EFA 02020 2.0 1.92 6 20 50 <
EFA 02510 25 2.40 8 10 50 )
EFA 02512 2:5 2.40 8 12 50 4
EFA 02516 2.5 2.40 8 16 50 4

' EFA 02520 2.5 2.40 8 20 50 4
EFA 03010 3.0 2.90 8 10 50 6
EFA 03012 3.0 2.90 8 12 50 6
EFA 03016 3.0 2.90 8 16 50 6
EFA 03020 3.0 2.90 8 20 75 6
EFA 03025 3.0 2.90 8 25 75 6

l.pro
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‘ STTIN aN3 |

l.pro
9 inishin Cutti
s_ IV E s
13 W 244
Titanium & Stainless cutting series / 4 Flute / Ball Nose 0 . *y
Di=2R
"\, * 4 Flute Ball Nose for Stainless Steel, Titanium alloys, and High temp. alloy.
+ FEATURES » Superior performance at high feed cutting compared to regular 4-flute design.
* G-plus Coating: Excellent wear resistance and heat resistant.
_ ) unit: mm
Radius Flute Length O.AL. Shank Dia
ITEMS Order No. R ‘ L1 L2 ‘ D2 ‘
SBBIV 0306 R1.5 6 50 6
SBBIV 0406 R2 8 50 6
SBBIV 0506 R2.5 10 50 6
SBBIV 0606 R3 12 50 6
SBBIV 0808 R4 16 60 8
SBBIV 1010 R5 20 75 10
SBBIV 1212 R6 24 75 12

« discontinuation

SBBI Product Series with G300 coating will be discontinued after Dec. 2024.

We will continue to ship SBBI orders until our inventory is depleted.

If you'd like to purchase SBBI products, please contact your HGT sales representative while stocks last.
The replacement of SBBI is SBBIV Product Series, which is original SBBI with new coating G-plus.

+ FEATURES

« ITEMS

L2

\: » 4 Flute Barrel Type for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.
« Larger radius edge in the cutting area together with multi-flute design brings higher milling
efficiency.
» Compared to ball nose end mills, Barrel Type has wider ap stepover to reduce machining time.
» Lower cusp height Improves surface finish.
* G-X Coating: Excellent wear resistance and heat resistant.

) i ] unit: mm
Radius Radius Flute Length O.AL. Shank Dia
Order No. R1 R2 ‘ L1 L2 l D2 ‘
SIBTR 10100D06 R1.0 R100 20.5 75 6
SIBTR 15095D08 R1.5 R95 22.0 75 8
SIBTR 20090D10 R2.0 R90 24.5 100 10
SIBTR 20085D12 R2.0 R85 27.0 100 12
Standard Type Barrel Type
&
ap ap ’ w
_ . W
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' L
-
=z
o
=
|'=
T
w
125



Y e Data
ami-
244

Roughing
Semi-
Finizhing

Cutting
Data

p.244

+ FEATURES

D1

"\, * 4 Flute Square for Stainless Steel, Titanium alloys, and High temp. alloy.
* G-plus Coating: Excellent wear resistance and heat resistant.

AIFS

‘ STTIN aN3 |

126

- ITEMS

L2

o

e e

) unit: mm

Oider No. Dla[r;nfter Fiutel-l.:nglh ‘ OféL, Sha[r;!;Dia ‘
SEIV 0306 3.0 8 50 6
SEIV 0406 4.0 11 50 6
SEIV 0506 50 13 50 6
SEIV 0606 6.0 16 50 6
SEIV 0808 8.0 20 60 8
SEIV 1010 10.0 25 75 10
SEIV 1212 12.0 30 75 12
SEIV 1616 16.0 40 100 16
SEIV 2020 20.0 45 100 20

« discontinuation

SEI Product Series with G300 coating will be discontinued after Dec. 2024.
We will continue to ship SEI orders until our inventory is depleted.

If you'd like to purchase SE| products, please contact your HGT sales representative while stocks last.
The replacement of SEl is SEIV Product Series, which is original SE| with new coating G-plus.

+ FEATURES

N

- ITEMS

* Roughing 3 Flute Square for Stainless Steel, Titanium alloys, and High temp. alloy.
« 45 ° Helix angle and large, wide gullet make smooth & fast chip removal possible.
« HELICA Coating for general steels; wet cutting.

unit: mm
Diameter Flute Length O.AL. Shank Dia

Osdler No, D1 h L2 D2
SEPS 0306 3.0 8 50
SEPS 0406 4.0 11 50
SEPS 0506 5.0 13 50
SEPS 0606 6.0 16 50
SEPS 0808 8.0 20 60
SEPS 1010 10.0 25 75 10
SEPS 1212 12.0 30 75 12
SEPS 1616 16.0 40 100 16
SEPS 2020 20.0 45 100 20

Sd3S

SN ANT |
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+ FEATURES

Roughing
Semi-
Finishing

Ald3S

‘ STTIN aN3 |

- ITEMS

™\, * Roughing 4 Flute Square for Stainless Steel, Titanium alloys, and High temp. alloy.
« 45 ° Helix angle and large, wide gullet make smooth & fast chip removal possible.
* G-plus Coating: Excellent wear resistance and heat resistant.

Cutting
Data

r.245

_ ) unit: mm
Orier No. DlaBn;ter ‘ FluteLl.‘iength w OE\Z.L, ‘ Shall:';i;D:a ‘
SEPIV 0306 3.0 8 50
SEPIV 0406 4.0 11 50
SEPIV 0506 5.0 13 50
SEPIV 0606 6.0 16 50
SEPIV 0808 8.0 20 60
SEPIV 1010 10.0 25 75 10
SEPIV 1212 12.0 30 75 12
SEPIV 1616 16.0 40 100 16
SEPIV 2020 20.0 45 100 20

« discontinuation

SEPI Product Series with G300 coating will be discontinued after Dec. 2024.
We will continue to ship SEPI orders until our inventory is depleted.
If you'd like to purchase SEPI products, please contact your HGT sales representative while stocks last.
The replacement of SEPI is SEPIV Product Series, which is original SEP| with new coating G-plus.

+ FEATURES

N

- ITEMS

Y- Data
emi-
245

= 5 Flute Square for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.
+ 37 ° Helix angle and unequal flute spacing on end edge to reduce cutting force for better anti-vibration.
* G-plus Coating: Excellent wear resistance and heat resistant.

unit: mm
Diameter Flute Length O.AL. Shank Dia
Srdec No. D1 h L2 D2
SIBV 0306 3.0 8 50 6
SIBV 0406 4.0 11 50 6
SIBV 0506 5.0 13 50 6
SIBV 0606 6.0 16 50 6
SIBV 0808 8.0 20 60 8
SIBV 1010 10.0 25 75 10
SIBV 1212 12.0 30 75 12
SIBV 1616 16.0 40 100 16
SIBV 2020 20.0 45 100 20

+ discontinuation

NAgIS

SIB Product Series with G300 coating will be discontinued after Dec. 2024.
We will continue to ship SIB orders until our inventory is depleted.

If you'd like to purchase SIB products, please contact your HGT sales representative while stocks last.
The replacement of SIB is SIBV Product Series, which is original SIB with new coating G-plus.

SN ANT |
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Titanium & Stainless cutting series / 6 Flute / Square

Cutting
Data
r.245

+ FEATURES

D1

‘ STTIN aN3 | AIVHS

130

- ITEMS

= L2
L1 |
| =
D N N | D2
5_‘ - . N - 9 e
"\, + 6 Flute Square for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.
» Great for side milling with excellent workpiece surface after processed.
* G-plus Coating: Excellent wear resistance and heat resistant.
_ unit: mm
Diameter Flute Length OAL. Shank Dia
Order No. D1 ‘ L1 w L2 D2 ‘
SHAIV 0606 6.0 16 50 6
SHAIV 0808 8.0 20 60 8
SHAIV 1010 10.0 25 75 10
SHAIV 1212 12.0 30 75 12
SHAIV 1616 16.0 40 100 16

discontinuation

SHAI Product Series with G300 coating will be discontinued after Dec. 2024.
We will continue to ship SHAI orders until our inventory is depleted.
If you'd like to purchase SHAI products, please contact your HGT sales representative while stocks last.
The replacement of SHAI is SHAIV Product Series, which is original SHAI with new coating G-plus.

+ FEATURES

+ ITEMS

L2

L1
T o T P
S G | i
D1 5 ‘\_\ ‘n"\ | N

-\\."4. :\“-:—..‘!’\"4-.

.

*, + Roughing 4 Flute Square for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.
» Chip breaker design dedicated to excellent chip removal ability.
* G-plus Coating: Excellent wear resistance and heat resistant.

, X unit: mm
Oidér No. Dlagn:ter FiuteLL:ngth OféL, Sha[r;klea
SEGIV 0606 6.0 16 50 6
SEGIV 0808 8.0 20 60 8
SEGIV 1010 10.0 25 75 10
SEGIV 1212 12.0 30 75 12
SEGIV 1616 16.0 40 100 16
SEGIV 2020 20.0 45 100 20

+ discontinuation

SEGI Product Series with G300 coating will be discontinued after Dec. 2024.
We will continue to ship SEGI orders until our inventory is depleted.
If you'd like to purchase SEGI products, please contact your HGT sales representative while stocks last.
The replacement of SEGI is SEGIV Product Series, which is original SEGI with new coating G-plus.

SIGP

+ FEATURES

+ ITEMS

Semi-
Finishing

1%}
m
@
| <
| ®
@
~, + Roughing 4 Flute Square for Stainless Steel, Titanium alloys, and High temp. alloy. i
» Variable helix angle and unequal flute spacing offer great stability and anti-vibration. o
» G-X Coating: Excellent wear resistance and heat resistant. m
. _ _ _ unit: mm %
) Diameter Chamfer Flute Length | Effective Length OA.L. Shank Dia =
Order No. D1 ‘ c w L1 ‘ L3 L2 D2 =
SIGP 0606 6.0 0.3 9 18 50 6 @«
SIGP 0808 8.0 0.4 12 24 60 8
SIGP 1010 10.0 0.5 15 30 75 10 P
SIGP 1212 12.0 0.6 18 36 75 12 131




L2

s Data
le
246

D2

"\, * 4 Flute Corner Radius for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.

‘ STTIN aN3 | AdI¥S

132

+ FEATURES » 45 ° Helix angle and large, wide gullet make smooth & fast chip removal possible.
* G-plus Coating: Excellent wear resistance and heat resistant.
i ) ) unit: mm
Diameter Corner R Flute Length O.AL. Shank Dia
- ITEMS Order No. ‘ s o i s ‘ o ‘
SRIPV 0305 3.0 0.5 8 50 6
SRIPV 0405 4.0 0.5 11 50 6
SRIPV 0605 6.0 0.5 16 50 6
SRIPV 0610 6.0 1.0 16 50 6
SRIPV 0805 8.0 0.5 20 60 8
SRIPV 0810 8.0 1.0 20 60 8
SRIPV 1005 10.0 0.5 25 75 10
SRIPV 1010 10.0 1.0 25 75 10
SRIPV 1205 12.0 0.5 30 75 12
SRIPV 1210 12.0 1.0 30 75 12

« discontinuation

SRIP Product Series with G300 coating will be discontinued after Dec. 2024.

We will continue to ship SRIP orders until our inventory is depleted.
If you'd like to purchase SRIP products, please contact your HGT sales representative while stocks last.
The replacement of SRIP is SRIPV Product Series, which is original SRIP with new coating G-plus.

l.pro

SIW

Titanium & Stainless cutting series /| 4 Flute / Square

+ FEATURES

- ITEMS

L2

L1 |

D1

\: « 4 Flute Square for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.

« Variable helix angle and unequal flute spacing offer great stability and anti-vibration.
* G-plus Coating: Higher efficiency and longer tool life.

N ) ) unit: mm
Diameter |  Flute Length OAL. | ShankDia

Order No. D1 L1 L2 D2

SIW 0306 3.0 8 50 6

SIW 0406 4.0 i 50 6

SIW 0506 50 13 50 6

SIW 0606 6.0 16 50 6

SIW 0808 8.0 20 60 8

SIWwW 1010 10.0 25 75 10

SIW 1212 12.0 30 75 12

SIW 1616 16.0 40 100 16

SIWwW 2020 20.0 45 100 20
12
=
.
p
o
=
r:
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"\, * 4 Flute Square for Stainless Steel, Titanium & Ti alloys, and High temp. alloy. "\, * 4 Flute Corner Radius for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.

« FEATURES « Variable helix angle and unequal flute spacing offer great stability and anti-vibration. + FEATURES |« Variable helix angle and unequal flute spacing offer great stability and anti-vibration.
« G-X Coating: Excellent wear resistance and heat resistant. * G-plus Coating: Higher efficiency and longer tool life.
_ unit: mm ) _ _ _ unit: mm
. ITEMS Orider No. Dia[f)n‘nleter Neg(aDia \ FIuteLL:ngth w Eﬁectilv-e 3Length‘ og_, | Shall:';kz Dia + ITEMS b Order No. " Dia;:ter ' CornRer R Flute Ll.:ngth oE\z,L_ ‘ Shal:r;kz Dia ‘
SIWH 03010 3.0 29 4.5 10 75 6 SIRW 0305 3.0 0.5 7.5 50 6
SIWH 03030 3.0 29 4.5 30 75 6 SIRW 0405 4.0 0.5 10 50 6
- SIWH 04012 4.0 3.88 6 12 75 6 SIRW 0605 6.0 0.5 15 50 6
SIWH 04030 4.0 3.88 6 30 75 6 SIRW 0610 6.0 1.0 15 50 6
SIWH 05016 5.0 4.8 7.5 16 75 6 SIRW 0805 8.0 0.5 20 60 8
SIWH 05030 5.0 4.8 7.5 30 75 6 SIRW 0810 8.0 1.0 20 60 8
SIWH 06030 6.0 58 9 30 100 6 SIRW 1005 10.0 0.5 25 75 10
SIWH 08040 8.0 7.7 12 40 100 8 SIRW 1010 10.0 1.0 25 75 10
SIWH 10040 10.0 9.6 15 40 100 10 SIRW 1205 12.0 0.5 30 75 12
SIWH 12050 12.0 11.5 18 50 100 12 SIRW 1210 12.0 1.0 30 79 12

HMIS
MYIS

‘ STTIN aN3 |
STTIN N3 |
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+ FEATURES

"\, * 4 Flute Corner Radius for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.
« Variable helix angle and unequal flute spacing offer great stability and anti-vibration.
« G-X Coating: Excellent wear resistance and heat resistant.

HMYIS

STTIN aN3 |

136

- ITEMS

+ FEATURES

N

_ ) i _ ) ) unit: mm

Diameter | Corner R Neck Dia | Flute Length  Effective Length O.AL. Shank Dia
grdér No. D1 R D3 s L D2
SIRWH 0305-10 3.0 0.5 29 4.5 10 75 6
SIRWH 0305-30 3.0 0.5 2.9 4.5 30 75 6
SIRWH 0405-12 4.0 0.5 3.88 6 12 75 6
SIRWH 0405-30 4.0 0.5 3.88 6 30 75 6
SIRWH 0605-30 6.0 0.5 5.8 9 30 100 6
SIRWH 0610-30 6.0 1 5.8 9 30 100 6
SIRWH 0805-40 8.0 0.5 7.7 12 40 100 8
SIRWH 0810-40 8.0 1 7.7 12 40 100 8
SIRWH 1005-40 10.0 0.5 9.6 15 40 100 10
SIRWH 1010-40 10.0 1 9.6 15 40 100 10
SIRWH 1205-50 12.0 0.5 11.5 18 50 100 12
SIRWH 1210-50 12.0 1 11.5 18 50 100 12

- ITEMS

« 4 Flute Square for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.

« Variable helix angle and unequal flute spacing offer great stability and anti-vibration.

« 5D extended flute length(L1) suitable for deep side milling.

unit: mm
Diameter Flute Length O.AL. Shank Dia

Order No. D1 L1 L2 D2
SIWS5D 0406 4.0 21 60 6
SIW5D 0506 5.0 26 60 6
SIW5D 0606 6.0 31 70 6
SIW5D 0808 8.0 41 20 8
SIwW5D 1010 10.0 51 100 10
SIWSED 1212 12.0 61 110 12
SIW5D 1616 16.0 81 160 16
SIWS5D 2020 20.0 101 200 20
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138

ALUMINUM & COPPER CUTTING SERIES

D MILL

HG TECHNOLOGY CO., LTD.

http:/ /www.hgt.com.tw

D DMILL

S a4 f ar
DBTR B BEES

Aluminum & Copper cutting series / 4 Flute /| Taper Barrel Type N [ 41

L2

- FEATURES

- ITEMS

D1=2R

» 4 Flute Barrel Type for Aluminum.

» Larger radius edge in the cutting area together with multi-flute design brings higher milling
efficiency.

» Compared to ball nose end mills, Barrel Type has wider ap stepover to reduce machining time.

* Lower cusp height Improves surface finish.

« D-X Coating: Excellent wear resistance and heat resistant.

) _ ] unit: mm
Radius Radius Flute Length O.AL. Shank Dia
Order No: R1 R2 l L1 L2 ‘ D2 ‘
DBTR 10100D06 R1.0 R100 20.5 75 6
DBTR 15095D08 R1.5 R95 22.0 75 8
DBTR 20090D10 R2.0 R90 24.5 100 10
DBTR 20085D12 R2.0 R85 27.0 100 12
Standard Type Barrel Type

!

apJ f"g ap |}

4d14dd

STT1IN AN3 |
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D DMiLL D DMILL

a45° Cutting S
Data
% r.248 MG
Aluminum & Copper cutting series / 2 Flute / Ball Nose N &p

L2
x| " =
L1 | Di1=2R

N I R
e - |

Finishing

L2

D1| | \ ‘\ D2
"\ = 2 Flute Square for Aluminum.
« FEATURES  Fine & bright workpiece surface after processed.
.« 2 Flute Ball Nose for Aluminum. » D-X Coating: Excellent wear resistance and heat resistant. S—
« FEATURES + Helix Angle(Degrees): 45 . et T e lendi i 3 Sl 3
« Profilina. : iameter ute Leng AL ank Dia
) _ ) unit: mm DESV 0306 3.0 9 50 6
N Order No Radius Flute Length | OAL. Shank Dia DESV 0406 4.0 12 50 6
+ ITEMS ’ R L1 L2 D2 DESV 0506 5.0 15 50 6
DB 0104 RO.5 3 50 4 DESV 0606 6.0 18 50 6
DB 0154 RO.75 4 50 4 DESV 0808 8.0 20 60 8
DB 0303 R1.5 & 50 3 DESV 1212 12.0 30 75 12
DB 0404 R2 8 50 4
DB 0606 R3 12 50 6 D
DB 0808 R4 16 60 8
s K E
DB 1212 R6 24 75 12 —
Aluminum & Copper cutting series / | Flute / Square N = & t-
L2 |
L1 ‘
[N 1

0 B g aauuan B

~, = Single Flute Square for Aluminum.
« FEATURES + Fine & bright workpiece surface after processed.

S3a’'As3a

‘ STTIN aN3 |

* SMG 0.4pm Micro Grain Carbide features excellent wear resistance.
N unit: mm
Diameter Flute Length OAL. Shank Dia

. ITEMS | Order No. B - - nz
DES 0206 2.0 6 50 6
DES 0306 3.0 9 50 6 =S
DES 0406 4.0 12 50 6 -
DES 0506 5.0 15 50 6 =
DES 0606 6.0 18 50 6 ﬁ
DES 0808 8.0 20 60 8 @
DES 1010 10.0 30 75 10
DES 1212 12.0 30 75 12 >
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DEA

+ FEATURES

D1

v3d

| ST aN3 |
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« ITEMS

-,

!

MG 2 55° Cg“{"g
ata

% | A ».248
Aluminum & Copper cutting series / 2 Flute / Square N L ﬁ “

L2

L1

« 2 Flute Square for Aluminum.

« Helix Angle: 55°

« Fine & bright workpiece surface after processed.
« Planing, Slotting, and Side Milling.

L | ] _
&\\\_02
' :

_ X unit: mm
e DlaS:ter ‘ FIuteLLfngth ‘ Of.z.L, ‘ ShaSkzDia
DEA 0106 1.0 3 50 6
DEA 0206 2.0 6 50 6
DEA 0306 3.0 9 50 6
DEA 0406 4.0 12 50 6
DEA 0506 5.0 15 50 6
DEA 0606 6.0 18 50 6
DEA 0808 8.0 20 60 8
DEA 1010 10.0 30 75 10
DEA 1212 12.0 30 75 12
DEA 1616 16.0 45 100 16

D DML

DEB

2 45° Finishing [ Cutting
D
d 248

Aluminum & Copper cutting series /| 2 Flute / Square N s “

R 2. i
1_& o I
LN © { g D2
"\, * 2 Flute Square for Aluminum.
+ FEATURES + Helix Angle: 45°
« Planing, Slotting, and Side Milling.
unit: mm
Diameter Flute Length O.AL. Shank Dia
ITEMS Order No. D1 L1 L2 D2
DEB 0106 1.0 3 50 6
DEB 0206 2.0 6 50 6
DEB 0306 3.0 9 50 6
DEB 0406 4.0 12 50 6
DEB 0506 5.0 15 50 6
DEB 0606 6.0 18 50 6
DEB 0808 8.0 20 60 8
DEB 1010 10.0 30 75 10
DEB 1212 12.0 30 75 12
DEB 1616 16.0 45 100 16
o
m
w
m
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o
=
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D DML

DEC

- FEATURES

23d

ST1IN aN3 |
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- ITEMS

Aluminum & Copper cutting series / 3 Flute / Square N 5 £
_ L2
1
D1 r D2 |
/ i m
i ' i
» 3 Flute Square for Aluminum.
« Helix Angle: 55°
« Fine & bright workpiece surface after processed.
* Planing, Slotting, and Side Milling.
_ _ unit: mm
Diameter Flute Length O.AL. Shank Dia '
Order No. D1 ‘ L1 ‘ L2 D2
DEC 0206 2.0 6 50 6
DEC 0306 3.0 9 50 6
DEC 0406 4.0 12 50 6
DEC 05086 5.0 15 50 6
DEC 0606 6.0 18 50 6
DEC 0808 8.0 20 60 8
DEC 1010 10.0 30 75 10
DEC 1212 12.0 30 75 12
DEC 1616 16.0 45 100 16
DEC 2020 20.0 45 100 20

Cutting
Data

r.248

D DMILL

DED

Aluminum & Copper cutting series / 3 Flute / Square

!

. N < W

I

=,
LY

- FEATURES

« ITEMS

L1

e

X

|
-|

—

L2

45°

—D2

= 3 Flute Square for Aluminum.
= Helix Angle: 45°
* Planing, Slotting, and Side Milling.

Finishing [ Cutting
Data
) - 248

5 £

unit: mm
Diameter Flute Length O.AL. Shank Dia

QrderNo. D1 L1 L2 D2

DED 0206 2.0 6 50 6

DED 0306 3.0 9 50 6

DED 0406 4.0 12 50 6

DED 0506 50 15 50 6

DED 0606 6.0 18 50 6

DED 0808 8.0 20 60 8

DED 1010 10.0 30 T 10

DED 1212 12.0 30 75 12

DED 1616 16.0 45 100 16

DED 2020 20.0 45 100 20
@)
m
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D DMILL

DEDP

Aluminum & Copper cutting series / 3 Flute / Square

+ FEATURES

-,

da3a

‘ | ST aN3 |

146

- ITEMS

« 3 Flute Square for Aluminum.

« DLC Coating: High thermal conductivity and low coefficient of friction. Excellent for Aluminum Alloy.

« Helix Angle: 45°

D DML

DEL e

55° Finishing [ Cutting
Data
W) - 249

A\

Aluminum & Copper cutting series / 3 Flute / Long Flute / Square N s “

L2

L1

"\, + Long flute 3 Flute Square for Aluminum.

_ _ unit: mm
Diameter Flute Length O.AL. Shank Dia

Order No. s ‘ g g ‘ Do
DEDP 0206 2.0 6 50 6
DEDP 0306 3.0 ) 50 6
DEDP 0406 4.0 12 50 6
DEDP 0506 5.0 15 50 6
DEDP 0606 6.0 18 50 6
DEDP 0808 8.0 20 60 8
DEDP 1010 10.0 30 75 10
DEDP 1212 12.0 30 75 12
DEDP 1616 16.0 45 100 16
DEDP 2020 20.0 45 100 20

« FEATURES - Extended flute length for greater depth of cut.
« Planing, Slotting, and Side Milling.
) _ ) unit: mm
- ITEMS OfdisE N Diameter Flute Length OAL Shank Dia
TN D1 L1 L2 D2
DEL 0206 2.0 9 75 6
DEL 0306 3.0 12 75 6
DEL 0406 4.0 16 75 6
DEL 0506 5.0 20 75 6
DEL 0606 6.0 25 75 6
DEL 0808 8.0 32 75 8
DEL 1010 10.0 50 100 10
DEL 1212 12.0 50 100 12
DEL 1616 16.0 65 150 16
DEL 2020 20.0 75 150 20
O
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D

D MILL

DEPW

Aluminum & Copper cutting series / 3 Flute / Square N

L2

™\, * 3 Flute Square for Aluminum.

Md3d

‘ STTIN aN3 |

148

3914041’} Cutting

Data

A §-249

5 £

+ FEATURES » Variable helix angle for great stability and anti-vibration. Large flute gullet for better chip removal.
« Suitable for both roughing and finishing.
_ ) unit: mm
Diameter Flute Length O.AL. Shank Dia

ITEMS Order No. D1 ‘ L1 L2 ‘ D2 ‘
DEPW 0306 3.0 8 50 6
DEPW 0406 4.0 11 50 6
DEPW 0506 5.0 13 50 6
DEPW 0606 6.0 16 50 6
DEPV 0808 8.0 20 65 8
DEPW 1010 10.0 25 80 10
DEPW 1212 12.0 30 80 12
DEPW 1616 16.0 50 110 16
DEPW 2020 20.0 60 150 20

D DMILL

DEPWS

Aluminum & Copper cutting series / 3 Flute / Square

W41
Z

D1

"\, * 3 Flute Square for Aluminum.

Cutting
Data

r.249

- FEATURES  Variable helix angle for great stability and anti-vibration. Large flute gullet for better chip removal.
* D-X Coating: Excellent wear resistance and heat resistant.
N unit: mm
Diameter Flute Length O.AL. Shank Dia

ITEMS Order No. D1 L1 L2 D2
DEPWS 0306 3.0 8 50 6
DEPWS 0406 4.0 11 50 6
DEPWS 0506 50 13 50 6
DEPWS 0606 6.0 16 50 6
DEPWS 0808 8.0 20 65 8
DEPWS 1010 10.0 25 80 10
DEPWS 1212 12.0 30 80 12
DEPWS 1616 16.0 50 110 16
DEPWS 2020 20.0 60 150 20
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D DMILL

DEG

5 Roughi Semi- Cutting
ﬂoug}h 38 == W eeaning | Data
3 ] & aardusl. >0

Aluminum & Copper cutting series / 3 Flute / Roughing / Square N “

L2

L3
L1

! W\ \ Ty

93d

STIN AN3

150

_—
| } !
D3
» Roughing 3 Flute Square for Aluminum.
+ FEATURES « Unique flute cutting edge especially designed for rough milling.
« Chip breaker design dedicated to excellent chip removal ability.
_ unit: mm
< Diameter Neck Dia Flute Length | Effective Length OAL. Shank Dia |
ITEMS Order No. D1 D3 L1 L3 L2 D2
DEG 0606 6.0 5.80 12 18 50 6
DEG 0808 8.0 7.70 16 24 60 8
DEG 1010 10.0 9.60 20 30 75 10
DEG 1212 12.0 11.50 24 36 75 12
DEG 1616 16.0 15.40 32 45 100 16

D DML

DFR

Aluminum & Copper cutting series / 3 Flute / Square N

I L2
L1

Roughing Semi-

Finishing

)| |
] [ |

D1 ) D2
Y
I
"\, * Roughing 3 Flute Square for Aluminum.
+ FEATURES « Wave-shaped peripheral cutting edge design brings great chip removal.
» Fine & bright workpiece surface after processed.
unit: mm
Diameter Flute Length ' O.AL. Shank Dia
ITEMS Order No. D1 L1 L2 D2
DFR 0606 6.0 16 50 6
DFR 0808 8.0 20 60 8
DFR 1010 10.0 25 75 10
DFR 1212 12.0 30 75 12
DFR 1616 16.0 40 100 16
DFR 2020 20.0 45 100 20
o
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D DMILL

DRC

- = I T
i L 250

Aluminum & Copper cutting series / 3 Flute /| Corner Radius N n
— L2 -—
- I E
}_ L1
! \‘..,&. o . ! !
D1 -= W D2
2N\ N\ |
I ) | I
D3

-,

~, * 3 Flute Corner Radius for Aluminum.

Jdda

| ST aN3 |

152

« FEATURES + Great performance when profile milling at high speed.
unit: mm
Diameter | Corner R | Neck Dia | Flute Length = Effective Length O.AL Shank Dia
- ITEMS Order No. D1 R D3 L1 L3 L2 D2
DRC 0305 3.0 0.5 2.90 6 9 50 6
DRC 0405 4.0 0.5 3.88 8 12 50 6
DRC0605 6.0 05 580 12 18 50 6
DRC 0610 6.0 1.0 5.80 12 18 50 6
DRC 0805 8.0 0.5 770 16 24 60 8
DRC 0810 8.0 1.0 7.70 16 24 60 8
DRC 1002 10.0 0.2 9.60 20 30 75 10
DRC 1006 10.0 0.5 9.60 20 30 7 10
DRC 1010 10.0 1.0 9.60 20 30 75 10
DRC 1202 12.0 0.2 11.50 24 36 75 12
DRC 1205 12.0 0.5 11.50 24 36 75 12
DRC 1210 12.0 1.0 11.50 24 36 75 12
DRC 1603 16.0 0.3 15.40 30 40 100 16
DRC 1605 16.0 0.5 15.40 30 40 100 16
DRC 1610 16.0 1.0 15.40 30 40 100 16
DRC 1630 16.0 3.0 15.40 30 40 100 16

D DML

DEPWR

+ FEATURES

- ITEMS

Lo

* 3 Flute Corner Radius for Aluminum.
= Variable helix angle for great stability and anti-vibration. Large flute gullet for better chip removal.
« Great performance when profile milling at high speed.

) _ _ _ unit: mm
Order N Diameter | Corner R | Neck Dia | Flute Length | Effective Length O.AL. Shank Dia

Feer N0 D1 R D3 L1 L3 L2 D2
DEPWR 0305 3.0 0.5 2.8 4.5 9 50 6
DEPWR 0405 4.0 0.5 3.7 6 12 50 6
DEPWR 0605 6.0 0.5 556 9 18 60 6
DEPWR 0610 6.0 1 5.5 9 18 60 6
DEPWR 0805 8.0 0.5 7.3 12 24 75 8
DEPWR 0810 8.0 1 78 12 24 75 8
DEPWR 1005 10.0 0.5 9.2 15 30 80 10
DEPWR 1010 10.0 1 9.2 15 30 80 10
DEPWR 1205 12.0 0.5 11 18 36 110 12
DEPWR 1210 12.0 1 11 18 36 110 12
DEPWR 1605 16.0 0.5 14.5 24 48 110 16
DEPWR 1610 16.0 1 14.5 24 48 110 16
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D DMiLL

DBX o

45° Finishing |l Cutting
Data
7 L - 243

Xd3a'xad

| ST aN3 |

Aluminum & Copper cutting series / 2 Flute / Ball Nose N ey
L2
Q“\ L1 D1=2R
N . | o
D1 g . “ —7— D2
‘f‘_f""—"———-_._____“_ ‘%
‘ 1
"\, + 2 Flute Ball Nose for Aluminum.
- FEATURES + CRN Coating possesses high thermal conductivity and low coefficient of friction excellent
\ for Copper Alloy. unit: mm
) ' Radius | FluteLlength | OAL | ShankDia |
ITEMS Order No. R ‘ L1 ‘ L2 ‘ D2
DBX 0104 . RO.5 3 50 -
DBX 0154 RO.75 4 50 4
DBX 0204 R1 6 50 4
DBX 0303 R1.5 6 50 3
DBX 0404 R2 8 50 4
DBX 0606 R3 12 50 6
DBX 0808 R4 16 60 8
DBX 1010 R5 20 75 10
DBX 1212 R6 24 75 12
45° Finishing | Cutting
Data
) - 248
Aluminum & Copper cutting series /| 3 Flute / Square N £ B ﬁ “
| L2
L1
e <
- s - M |
e W N
D1 b :; ﬁ D2
) W \
f B GRAPHITE CUTTING SERIES
" = 3 Flute Square for Aluminum.
« FEATURES * CRN Coating possesses high thermal conductivity and low coefficient of friction excellent
for Copper Alloy. unit: mm G
h ' Diameter ' Flute Length OAL. Shank Dia ' ro
. ®
DEDX 0206 2.0 6 50 6
DEDX 0306 3.0 9 50 6
DEDX 0406 4.0 12 50 6
DEDX 0506 5.0 15 50 6
DEDX 0606 6.0 18 50 6
DEDX 0808 8.0 20 60 8
DEDX 1010 10.0 30 75 10
DEDX 1212 12.0 30 75 12 4 o
N\ DEDX 1616 16.0 45 100 16 ; %E
154 DEDX 2020 20.0 45 100 20 HG TECHNOLOGY CO., LTD.  http://www.hgt.com,tw ot v - 5 ':""i‘i"
2.8
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G ~ G.pro

SGBB

Graphite cutting series / 4 Flute / Ball Nose

+ FEATURES

L2

G 4 35°D
m EI

~
jamond
N &y

gg99S

| ST aN3 |

156

- ITEMS

* 4 Flute Ball Nose for Graphite.

« CVD Diamond Coating maximize abrasion resistance and extend tool life.
* GMG carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.

_ _ unit: mm

Radius Neck Dia Flute Length | Effective Length OAL. Shank Dia |
9rdex He, R D3 L1 L3 L2 D2
SGEB 0404 R2 3.88 4 8 50 4
SGBB 0606 R3 5.80 6 12 50 6
SGBB 0808 R4 7.70 8 16 60 8
SGBB 1010 R5 9.60 10 20 75 10
SGBB 1212 R6 11.50 12 20 75 12

G " G.pro

SGBF

+ FEATURES

- ITEMS

L2

[« 4 [ 35 [
(mo | e
Graphite cutting series / 4 Flute / Ball Nose N &

D1=2R

« 4 Flute Ball Nose for Graphite.
« CVD Diamond Coating maximize abrasion resistance and extend tool life.
« GMG Carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.

D2

T

_ _ _ _ unit: mm
Radius Neck Dia Flute Length | Effective Length OAL. Shank Dia

9rdey Ho. R D3 L1 L3 L2 D2
SGBF 0404 R2 3.88 20 25 75 4
SGBF 0404A R2 3.88 20 25 100 <+
SGBF 0606 R3 5.80 25 30 75 6
SGBF 0606A R3 5.80 25 30 100 6
SGBF 0606B R3 5.80 25 30 150 6
SGBF 0808 R4 7.70 30 40 100 8
SGBF 0808B R4 7.70 30 40 150 8
SGBF 1010 R5 9.60 30 40 100 10
SGBF 1010B R5 9.60 30 40 150 10
SGBF 1212 R6 11.50 30 40 100 12
SGBF 1212B R6 11.50 30 40 150 12
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G

~ G.pro

SGEB

Q

] < | 7 Jiam

Graphite cutting series / 4 Flute / Square N &

- FEATURES

8349S

STIIN aN3 |
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« ITEMS

L2

» 4 Flute Square for Graphite.
+ CVD Diamond Coating maximize abrasion resistance and extend tool life.
* GMG Carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.

Semi-
Finishing

Fe

G ~ G.pro

SGRD o B E RIS
N B

Graphite cutting series / 4 Flute / Corner Radius n

L2

DA

"\, + 4 Flute Corner Radius for Graphite.

_ ) ) ) unit: mm

OfleE No, Diameter Neck Dia Flute Length \ Effective Length\ OAL. Shank Dia '
D1 D3 L1 L3 L2 D2
SGEB 0404 4.0 3.88 20 25 75 <
SGEB 0404A 4.0 3.88 20 25 100 <
SGEB 0606 6.0 5.80 25 30 75 6
SGEB 0606A 6.0 5.80 25 30 100 6
SGEB 0606B 6.0 5.80 25 30 150 6
SGEB 0808 8.0 7.70 30 40 100 8
SGEB 0808B 8.0 7.70 30 40 150 8
SGEB 1010 10.0 9.60 30 40 100 10
SGEB 1010B 10.0 9.60 30 40 150 10
SGEB 1212 12.0 11.50 30 40 100 12
SGEB 1212B 12.0 11.50 30 40 150 12

+ FEATURES + CVD Diamond Coating maximize abrasion resistance and extend tool life.
* GMG Carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.
_ ] i _ unit: mm
. Diameter = CorerR | Neck Dia | Fistelength = Efectveleng | O.AL  Shank Dia |
e Order No. D1 R D3 L1 L3 L2 D2
SGRD 0403 4.0 0.3 3.88 4 8 50 4
SGRD 0405 4.0 0.5 3.88 <4 8 50 B
SGRD 0603 6.0 0.3 5.80 6 12 50 6
SGRD 0605 6.0 0.5 5.80 6 12 50 6
SGRD 0805 8.0 0.5 7.70 8 16 60 8
SGRD1010 100 10 960 10 20 75 10
SGRD 1210 12.0 1.0 11.50 12 20 75 12

ayos

ST AN3 |
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G ~ G.pro

SGRB

Graphite cutting series / 4 Flute / Corner Radius

- FEATURES

9498

STIIN aN3 |

160

« ITEMS

Flnlehlng
Diamond
Flmshlng

.)DZ

D3

* 4 Flute Corner Radius for Graphite.

+ CVD Diamond Coating maximize abrasion resistance and extend tool life.

* GMG Carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.

G ~ G.pro

SGBS

Graphite cutting series / 2 Flute / Long Neck / Ball Nose

- FEATURES

_ | _. | _ - unit: mm

oirder Wo: D:agiter Corr!;er R Ne3<3D1a FluteLL:ngth Eﬁect;v-esl:engm OI:ZL Sha[r;kzma
SGRB 0403 4.0 0.3 3.88 20 25 75 4
SGRB 0403A 4.0 0.3 3.88 20 25 100 B
SGRB 0405 4.0 0.5 3.88 20 25 75 4
SGRB 0405A 4.0 0.5 3.88 20 25 100 B
SGRB 0603 6.0 0.3 5.80 25 30 75 6
SGRBO603A 6.0 03 580 25 30 100 6
SGRB 0603B 6.0 0.3 5.80 25 30 150 6
SGRB 0605 6.0 0.5 5.80 25 30 75 6
SGRB 0605A 6.0 0.5 5.80 25 30 100 6
SGRB 0605B 6.0 0.5 5.80 25 30 150 6
SGRB 0805 8.0 0.5 7.70 30 40 100 8
SGRB 0805B 8.0 0.5 7.70 30 40 150 8
SGRB 1010 10.0 1.0 9.60 30 40 100 10
SGRB 1010B 10.0 1.0 9.60 30 40 150 10
SGRB 1210 12.0 1.0 11.50 30 40 100 12
SGRB 1210B 12.0 1.0 11.50 30 40 150 12

« ITEMS

=,
LY

30°

* Long Neck 2 Flute Ball Nose for Graphite.

« CVD Diamond Coating maximize abrasion resistance and extend tool life.

* GMG Carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.

Diamond |~

N

Semi-
Finishing

) ) . unit: mm
Radius Neck Dia Flute Length | Effective Length OA.L Shank Dia

QrdexNo, R D3 L1 L3 L2 D2
SGBS 01006 RO.5 0.95 1.5 6 50 4
SGBS 01008 R0O.5 0.95 1.5 8 50 <+
SGBS 01010 RO.5 0.95 1.5 10 50 <
SGBS 01012 RO.5 0.95 1.5 12 50 B
SGBS 01508 R0O.75 1.45 2 8 50 4
SGBS 01510 R0O.75 1.45 2 10 50 <
SGBS 01512 R0O.75 1.45 2 12 50 k
SGBS 01516 RO.75 1.45 2 16 50 4
SGBS 01520 RO.75 1.45 2 20 50 4
SGBS 02008 R1 1.92 3 8 50 B3
SGBS 02010 R1 1.92 3 10 50 4
SGBS 02012 R 1.92 3 12 50 4
SGBS 02016 R1 1.92 3 16 50 <
SGBS 02020 R1 1.92 3 20 50 B
SGBS 03016 R1.5 2.90 4 16 50 4
SGBS 03025 R1.5 2.90 <4 25 75 <
SGBS 04020 R2 3.88 5 20 50 4
SGBS 04030 R2 3.88 5 30 75 4
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G ~ G.pro

SGES

S E
% e
Flmshlng

Graphite cutting series / 4 Flute / Long Neck / Square

L2
| L3

D2

——
-

» Long Neck 4 Flute Square for Graphite.

S349S

ST1IN aN3 |

162

» FEATURES + CVD Diamond Coating maximize abrasion resistance and extend tool life.
* GMG Carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.
_ ) X X unit: mm
. ITEMS OfleE No, Dla[f}ﬂ‘nlater Negilea Flutet:ngth Eﬁectlfé.engm Of.z,L, Sha[r;kzma
SGES 01006 1.0 0.95 1.5 6 50 4
SGES 01008 1.0 0.95 1.5 8 50 4
SGES 01010 1.0 0.95 1.5 10 50 4
SGES 01510 1.5 1.45 2 10 50 4
SGES 01512 1.5 1.45 2 12 50 4
SGES 01516 1.5 1.45 2 16 50 4
SGES 02010 2.0 1.92 3 10 50 4
SGES 02012 2.0 1.92 3 12 50 4
SGES 02016 2.0 1.92 3 16 50 4
SGES 02020 2.0 1.92 3 20 50 4
SGES 03016 3.0 2.90 4 16 50 4
SGES 03020 3.0 2.90 4 20 50 4
SGES 03025 3.0 2.90 4 25 75 4
SGES 04020 4.0 3.88 5 20 50 4
SGES 04030 4.0 3.88 5 30 75 4

G ~ G.pro

SGRS

F- § 3 Finishing
REEDE

G 2

Graphite cutting series / 2 & 4 Flute / Long Neck / Corner Radius N " t

- FEATURES

« ITEMS

=,
LY

L2
L3

D2

« Long neck 2 & 4 Flute Corner Radius for Graphite.
« CVD Diamond Coating maximize abrasion resistance and extend tool life.
* GMG Carbide material with perfect anti-vibration, suitable for CVD Diamond Coating.

_ _ ) ) _ unit: mm
Order Nb. ' Diameter CornerR\ Neck Dia' Flute Length. Effective Length| O.A.L ' Shank Dia —
D1 R D3 L1 L3 L2 D2

SGRS 01008 1.0 0.2 0.95 1.0 8 50 4 2

SGRS 01010 1.0 0.2 0.95 1.0 10 50 < 2

SGRS 01012 1.0 02 095 1.0 12 50 4 2

SGRS 01016 1.0 0.2 0.95 1.0 16 50 4 2

SGRS 01020 1.0 02 0.95 1.0 20 50 4 2

SGRS 01508 1.5 0.2 1.45 1.5 8 50 4 2

SGRS 01510 1.5 0.2 1.45 1.5 10 50 4 2

SGRS 01512 15 0.2 1.45 1:5 12 50 4 2

SGRS 01516 1.5 0.2 1.45 1.5 16 50 4 2

SGRS 01520 1.5 0.2 1.45 1.5 20 50 4 2

SGRS 02010 2.0 0.2 1.92 2.0 10 50 4 B

SGRS 02012 2.0 0.2 1.92 2.0 12 50 <4 <+

SGRS 02016 2.0 0.2 1.92 2.0 16 50 4 4

SGRS 02020 2.0 0.2 1.92 2.0 20 50 4 4

SGRS 03020 3.0 0.2 2.90 3.0 20 50 4 4

SGRS 03025 3.0 0.2 2.90 3.0 25 75 4 4

SGRS 030201 3.0 0.5 2.90 3.0 20 50 4 4

SGRS 030251 3.0 0.5 2.90 3.0 25 75 4 4

SGRS 04020 4.0 0.2 3.88 4.0 20 50 4 4

SGRS 04030 4.0 0.2 3.88 4.0 30 75 4 4

SGRS 040201 4.0 0.5 3.88 4.0 20 50 4 E &

SGRS 040301 4.0 0.5 3.88 4.0 30 75 4 4 %
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~ AX MILL

APB

Resin & Acrylic cutting series / 2 Flute / Ball Nose

m Semi-
Finizhing

™\, * 2 Flute Ball Nose for A.B.S
« FEATURES ‘ » Special angle ground for fine workpiece surface after processed.

* SMG 0.4pm Micro Grain Carbide features excellent wear resistance.

advy

| ST AN3 |

__ : _ ) unit: mm
| ' Radius ' Flute Length OAL ! Shank Dia |

. ITEMS ‘ Order No. R L1 L2 D2

APB 0104 RO.5 3 50 4

APB 0154 RO.75 4 50 4

APB 0204 R1 5 50 4

APB 0304 R1.5 8 50 4

APB 0404 R2 10 50 4

APB 0606 R3 12 Ty 6

APB 0808 R4 16 100 8

APB 1010 R5 20 100 10

APB 1212 R6 24 100 12
S S R N ) :;:
)
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oA

~ AX MILL

APES

s B
g Jruce] B
Finishing

Resin & Acrylic cutting series / | Flute / Square A.B.S == s "

’ L2 |
| | 1

D1 . S SRR RN - - D2

™+ Single Flute Square for A.B.S

S3dv

| ST aN3 |
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~ AX MILL

APEB

Resin & Acrylic cutting series / 2 Flute /| Square

o 2 |
o BES
ABs wi= B, EP

D1

™.

~, * 2 Flute square for A.B.S

FEATURES « Sharp edge design brings excellent machining accuracy and fine, bright workpiece surface.
« SMG 0.4pm Micro Grain Carbide features excellent wear resistance.
_ _ unit: mm
Diameter Flute Length O.AL. Shank Dia

ITEMS Order No. D1 ‘ L1 L2 ‘ D2
APES 0206 2.0 6 50 6
APES 0306 3.0 9 50 6
APES 0406 4.0 12 50 6
APES 0506 5.0 15 50 6
APES 0606 6.0 18 50 6
APES 0808 8.0 20 60 8
APES 1010 10.0 30 7.5 10
APES 1212 12.0 30 75 12

« FEATURES « Left hand spiral, right hand cut end mill can push the chip down to remove, not to lift it up.
« Sharp edge design brings excellent machining accuracy and fine, bright workpiece surface.
_ unit: mm
i Diameter Flute Length I O.AL. . Shank Dia
ITEMS Order No. D1 L1 L2 D2
APEB 0406 4.0 15 75 4
APEB 0606 6.0 15 75 6
APEB 0808 8.0 20 75 8
APEB 1010 10.0 25 100 10
APEB 1212 12.0 30 100 12
>
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168

CFRP MACHINING SERIES

COM.pro

HG TECHNOLOGY CO., LTD.

http:/ /www.hgt.com.tw

COM ~ COM. pro

s )
Dl Semi-
Finishing

anond
CFRP machining series / 10 & 12 Flute / Square / for CFRP 5 £

* Roughing 10 & 12 Flute Square for CFRP.
+ FEATURES + CVD Diamond Coating to maximize wear resistance and extend tool life.
» Unique cutting edge design to reduce cutting force. Eexcellent performance for roughing.

unit: mm
G N . A
] Diameter Flute Length O.AL. Shank Dia
ITEMS . Order No. D1 L1 L2 D2 Flutes \
CFPA 0606 6.0 18 TS 6 10
CFPA 0808 8.0 24 75 8 10
CFPA 1010 10.0 30 100 10 12
CFPA 1212 12.0 36 100 12 12

vd40

STT1IN AN3 |
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vd40

STTIN AN3 |

COM ~ COM. pro

= - -
CFRA m B E
CFRP machining series / 4 Flute / Square / for CFRP 5 £

« Finishing 4 Flute Square for CFRP.
+ FEATURES + CVD Diamond Coating to maximize wear resistance and extend tool life.

« Unique cutting edge design to reduce cutting force. Eexcellent performance for finishing.

__ _ unit: mm
N ] Diameter Flute Length O.AL. Shank Dia
« ITEMS Order No. D1 ‘ L1 L2 D2
CFRA 0602 6.0 18 75 6
CFRA 0802 8.0 24 75 8
CFRA 1002 10.0 30 100 10
CFRA 1202 12.0 36 100 12

170

EXCHANGEABLE HEAD END MILLS SERIES

HG TECHNOLOGY CO., LTD.

MAGIC SHANK

http:/ /www.hgt.com.tw




EX MAGIC SHANK

EX2CS

Exchangeable Head End Mills series / Carbide Shank

|
)

- FEATURES

« ITEMS

EX

Exchangeable Head End Mills series / 2 Flute / Ex Ball Nose ® ® kK e

gS¢X3'soeX3

L3

L2

D2

}
D3

» Special Carbide material with great anti-vibration.
» Shank Dia: 10.0~25.0 mm; OAL: 100~300 mm

EX2SB

« FEATURES

) ) unit: mrr_l
Neck Dia Shank Dia Neck Length Thread OAL.
Order No. ‘ D D2 13 M L2

EX2CS 10100 97 10.0 40 M5 100
EX2CS 10150 9.7 10.0 90 M5 150
EX2CS 12100 1.7 12.0 40 M6 100
EX2CS 12150 1.7 12.0 90 M6 150
EX2CS 12200 11.7 12.0 110 M6 200
EX2CS 16100 155 16.0 40 M8 100
EX2CS 16150 15.5 16.0 90 M8 150
EX2CS 16200 15.5 16.0 110 M8 200
EX2CS 20100 19.5 20.0 40 M10 100
EX2CS 20150 19.5 20.0 90 M10 150
EX2CS 20200 19.5 20.0 110 M10 200
EX2CS 20250 19.5 20.0 150 M10 250

s AREO=E

% p.251

« Combination of Carbide and Stainless steel. Greater anti-vibration and wear resistance.
* i8 Coating: High temperature resistance and low wear.

| ST aN3 |

172

+ ITEMS

_ unit: mm

Radius Flute Length Thread O.AL. '
Order No. R ‘ L1 ‘ M L2
EX2SB 1010 RS 10 M5 32
EX2SB 1212 R6 11 M6 40
EX2SB 1616 R8 16 M8 48
EX2SB 2020 R10 20 M10 55

- FEATURES

« ITEMS

EX

EX MAGIC SHANK

EX2SRD

Exchangeable Head End Mills series / 4 Flute / Ex Corner Radius e

Data
m »25

P

Cutting

= Combination of Carbide and Stainless steel. Greater anti-vibration and wear resistance.
+ i8 Coating: High temperature resistance and low wear.

unit: mm

Diameter Corner R Flute Length ' Thread O.AL. '
Order No. D1 R L1 M L2
EX2SRD 1005 10.0 0.5 10 M5 32
EX28SRD 1010 10.0 1.0 10 M5 32
EX28SRD 1205 12.0 0.5 12 M6 40
EX28RD 1210 12.0 1.0 12 M6 40
EX28RD 1605 16.0 0.5 16 ES] 48
EX28SRD 1610 16.0 1.0 16 M8 48
EX2SRD 2010 20.0 1.0 20 M10 55
EX2SRD 2020 20.0 2.0 20 M10 55

F:nlshlng Cutting

EX2SEB

Exchangeable Head End Mills series / 4 Flute / Ex Square

« FEATURES

« ITEMS

So Data
251

"

x

[}

2

« Combination of Carbide and Stainless steel: Greater anti-vibration and wear resistance. O

= i8 Coating: High temperature resistance and low wear. Q

e

it %3}

unit: mr_n\. E

Diameter Flute Length Thread O.AL -

Order No. D1 L1 M L2 g

EX2SEB 1010 10.0 10 M5 32 g

EX2SEB 1212 12.0 12 M6 40 i

EX2SEB 1616 16.0 16 M8 48 »
EX2SEB 2020 20.0 20 M10 55 '
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EX MAGIC SHANK
3°40'/45"

S :
Exz D I w MG Y
Exchangeable Head End Mills series /| 3 Flute / EX Square N = ﬁ

L2

« Variable helix angle for great stability and anti-vibration. Large flute gullet for better chip removal.

- FEATURES "+ Suitable for both roughing and finishing.

_ unit: mm
' Diameter Flute Length Thread OAL. '

. ITEMS Order No. D1 ‘ L1 ‘ M ‘ L2

EX2DPW 1010 10.0 10 M5 32

EX2DPW 1212 12.0 12 M6 40

EX2DPW 1616 16.0 16 M8 48

EX2DPW 2020 20.0 20 M10 55

EX2SIW

L2

L THREAD MILLING SERIES
= Variable helix angle and unequal flute spacing offer great stability and anti-vibration.
- FEATURES + G-plus Coating: Higher efficiency and longer tool life.
| . I.pro
Diameter Flute Length Thread OAL.
. ITEMS Order No. D1 ‘ L1 M ‘ L2
EX2SIW 1010 10.0 10 M5 32
EX2SIW 1212 12.0 12 M6 40
EX2SIW 1616 16.0 16 M8 48
EX2SIW 2020 20.0 20 M10 55

| STTIW AN3 | MISZXT MdAdeTX3

R
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K

Cutting
Data

p.252

Semi-
Finishing

"\, » New cutting edge better than old design to improve chip removal.

INIE

| ST aN3 |

176

"\, = New cutting edge better than old design to improve chip removal.

+ FEATURES » Straight Flute for higher efficiency. « FEATURES + Helical Flute can reduce cutting force.
« Fine workpiece surface after processing.
unit: mm unit: mm
< Thread Diameter Flute Length O.AL. Shank Dia < Thread Diameter Flute Length O.AL. Shank Dia
ITEMS Order No. SIZE DA L1 L2 D2 Flute ITEMS Order No. SIZE D1 L1 L2 D2 Flute
EMT 03P050 M3x0.5 2.2 5.5 50 6 3 EMTW 03P050 M3x0.5 2.2 5.3 50 6 3
EMT 04P070 M4x0.7 3.1 T 50 6 3 EMTW 04P070 M4x0.7 3.1 7.4 50 6 3
EMT 05P080 M5x0.8 3.6 9.6 50 6 3 EMTW 05P080 M5x0.8 3.6 9.2 50 6 3
EMT 06P100 M6x1.0 4.0 11.0 50 6 3 EMTW 06P100 M6x1.0 4.0 10.5 50 6 3
EMT 08P125 M8x1.25 5.0 15.0 50 6 3 EMTW 08P125 M8x1.25 50 14 .4 50 6 3
EMT 10P150 M10x1.5 7.0 18.0 60 8 3 EMTW 10P150 M10x1.5 7.0 17.3 60 8 3
- EMT12P175  M12x1.75 8.0 21.0 60 8 3 EMTW 12P175 M12x1.75 8.0 20.1 60 8 3
EMT 16P200 M16x2.0 10.0 28.0 75 10 3 EMTW 16P200 M16x2.0 10.0 27.0 75 10 3
EMT 20P250 M20x2.5 14.0 35.0 100 14 <+ EMTW 20P250 M20x2.5 14.0 33.8 100 14 4
Internal

1/4P
-

18P External

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

1/4P Internal

18P External

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

M1INT

ONIAVYIHHL
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- FEATURES

| HLW3

ONIAVYIHHL
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« ITEMS

« New cutting edge better than old design to improve chip removal.

« Straight coolant holes to lower down the heat and for better chip removal.

Semi-
Finishing

- FEATURES

) X i unit: mm
OfleE No, 'I;:'rz'?sd Dial;':eter FIuteLL:ngth OféL, Sha[r;kana Flute
EMTH 04P070 M4x0.7 3.1 7.4 50 6 3
EMTH 05P080 M5x0.8 3.8 9.2 50 6 3
EMTH 06P100 M6x1.0 4.6 10.5 50 6 3
EMTH 08P125 M8x1.25 6.0 14.4 50 6 3
-EMTH 10P150 M10x1.5 7.8 17.3 60 8 3
EMTH 12P175 M12x1.75 9.0 20.1 75 10 3
EMTH 16P200 M16x2.0 11.8 27.0 75 12 3
EMTH 20P250 M20x2.5 15.0 33.8 100 16 <

114P Internal

1/8F  External

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

« ITEMS

= Data
emi-
252

« New cutting edge better than old design to improve chip removal.

+ Excellent for thread milling in great depth.

* i8 Coating: High temperature resistance and low wear.

) unit: mm
'| 5 : -
Thread Diameter | Effective Length O.AL. Shank Dia
Order No. SIZE D1 L3 L2 D2 Flute
EMTS 03P050 M3x0.5 2.35 10 50 6 3
EMTS 04P070 M4x0.7 3:10 13 50 6 3
EMTS 05P080 M5x0.8 3.80 16 50 6 3
_EMTS 06P100 M6x1.0 4.65 20 75 6 3
EMTS 08P125 M8x1.25 5.95 24 75 6 3

Flute Length ( L1 ) = Pitch x 3

Internal
007

1/4P

- -

1/8P  External

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

S1N3

ONIQY3IHHL
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+ FEATURES

i f Cume
m ».252
K @ O

41N3

ONIAVIYHL
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- ITEMS

= New cutting edge better than old design to improve chip removal.

« Excellent for thread milling in great depth.
« G100 Coating for General steel.

) unit: mm
Thread Diameter  Effective Length| O.AL. Shank Dia | '
Order No. SIZE D1 L3 L2 D2 Flute

EMTF 03P050 M3x0.5 2.35 6 50 6 3
EMTF 04P070 M4x0.7 3.10 8 50 6 3
EMTF 05P080 M5x0.8 3.80 12 50 6 3
EMTF 06P100 M6x1.0 4.65 14 50 6 3
EMTF 08P125 M8x1.25 5.95 18 50 6 3
EMTF 10P150 M10x1.5 7.80 25 60 8 3
EMTF 12P175 M12x1.75 9.00 25 75 10 3

Flute Length ( L1 ) = Pitch x 3

1/4P Internal

] f——
60°
b2

1/8P External

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

CHAMFERING SERIES

C.pro

HG TECHNOLOGY CO., LTD.  http://www.hgt.com,tw . . "."

&

* 8 & 4
B & B B

[

[

L]

L J

" @

]
]
L
-

@
L]
L
%“'@‘Iﬁ-
ata”

Q-#i-li
- -

()
L
L J
L
-

*
#’i
»
#.i
-

W fe‘wﬁt"#'i

L]
L
-

L)
[ L L W,
. e s e *él'. L

L)
[

L
-

i"‘i
L |
i‘l‘i

-



nWo3
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b Data
emi-
252

HEDS ECMP

ij‘k
A ’
D4 - |
", ,-’/
« Straight Chamfering 4 Flute design to prevent sudden fracturing. "\, = Straight Chamfering 4 Flute design to prevent sudden fracturing.
« FEATURES « Short chip breaker groove design can reduce vibration. « FEATURES « Unique chip breaker groove design brings effective chip removal.
unit: mm )
Tip Diameter ! Flute Length OAL | Shank Dia h i 3 g : e
- ITEMS Order No. . D1 ‘ L1 . L2 ' ‘ D2 - ITEMS order N Diameter Tip Diameter | Flute Length OAL. Shank Dia
| Lol D1 D4 L1 L2 D2
S 0104 1.0 L 20 % ECMP 0404 4.0 0.2 9 | 50 | 4
ECM 0206 2.0 2.0 50 6 : :
ECMP 0406 4.0 0.2 9 50 6
ECM 0208 2.0 8.0 60 8 ECMP 0404B 4.0 0.2 9 100 4
EON 018 = a5 2> AR ECMP 0606 6‘0 0-2 12 50 6
ECM 0212 2.0 5.0 75 12 : 2
ECMP 0606B 6.0 0.2 1= 110 6
ECMP 0808 8.0 0.2 15 60 8
ECMP 0808B 8.0 0.2 15 110 8
ECMP 1010 10.0 0.2 16 75 10
ECMP 1010A 10.0 0:2 16 110 10
ECMP 1212 12.0 0.2 18 75 12
m
O
=
T
o
T
b
=
'n
m
i
z
®
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o | &

Semi-
Finishing

Cutting
Data

p.252

B B =&

Chamfering series / 2 Flute /| Corner Rounding . i 5

Semi-
Finishing

K Q@ ® 0V B B

+ FEATURES

D1
o4’
!

<

AND3

‘ ONIFIJNYHD |

184

- ITEMS

/s

A

« Sharp helix flute design with best helix angle brings good sharpness and prevent burrs occurring.

/

/ 1
; it D2
'\_‘ ™

.1

N
™ I
\\ 7
¥

« End cutting edge design can do V-grooving and chamfering.

- FEATURES

_ _ unit: mm
Diameter Tip Diameter Flute Length O.AL. Shank Dia

Osdler No, ‘ D1 D4 L1 L2 ‘ D2
ECMV 0404 4.0 0.2 1.5 50 4
ECMV 0406 4.0 0.2 1.5 50 6
ECMV 0606 6.0 0.2 2 50 6
ECMV 0808 8.0 0.2 3 60 8
ECMV 1010 10.0 0.2 4 75 10
ECMV 1212 12.0 0.2 5 75 12

+ ITEMS

+ FEATURES

- ITEMS

.~ * 2 Flute Corner Rounding for HRC55.
‘ » Radius design can do chamfering R0.5 ~ R6.0.

) unit: mm
Radius Pilot Diameter OAL. Shank Dia
Order No. R D1 L2 D2
ECR 0104 RO.5 1:5 50 4
ECR 0154 RO0.75 1.5 50 4
ECR 0204 R1.0 1.5 50 4
ECR 0256 R1.25 1.5 50 6
ECR 0306 R1.5 1.5 50 6
ECR 0356 R1.75 1.5 50 6
ECR 0406 R2.0 15 50 6
ECR 0508 R2.5 1.5 60 8
ECR 0608 R3.0 1.5 60 8
ECR 0812 R4.0 2.0 75 12
ECR 1016 R5.0 3.0 100 16
ECR 1216 R6.0 3.0 100 16
MG

» 2 Flute Micro Diameter Corner Rounding for HRC55.

Semi-
Finishing

» Radius design can do chamfering R0.25 ~ R0.45. (rg)

A

m

_ unit: mm %

Order No. Radius Pilot Diameter \ O.AL. Shank Dia \' ™

R D1 L2 D2 o

EMCR 0054 R0.25 1.1 50 4 =

EMCR 0064 R0.3 1.2 50 4 %

EMCR 0074 R0.35 1.3 50 4 3

EMCR 0084 RO0.4 1.4 50 4 ?}
EMCR 0094 RO0.45 1.5 50 4
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ESD we [

A L2
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D1| & I —————————————————
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I i
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~FEBTUREE | | s et Y
) unit: mm
i — Diag;ter " FiuteLL‘;ength " OE\Z.L. ' Shalgkz Dia |
ESD 0303 3.0 6 50 3
ESD 0404 4.0 8 50 4
ESD 0606 6.0 12 50 6
ESD 0808 8.0 16 60 8
ESD 1010 10.0 20 75 10
ESD 1212 12.0 24 75 12
ESD 1616 16.0 30 100 16
ESD 2020 20.0 30 100 20

C

D
Finishing |
ESD2 me |7

» Point angles design brings outstanding hole position accuracy.
+ FEATURES + Cutting edge design can do chamfering.

CARBIDE DRILLS SERIES \ \ | \ unit: mm
. ITEMS Order No. D|a|;1‘|eter FiuteLL’Iength sz_L_ Shal:r;kzma
CD . ESD2 0303 3.0 6 50 3
. ESD2 0404 4.0 8 50 4 g
KR ESD2 0606 6.0 12 50 6 2
ESD2 0808 8.0 16 60 8 g
ESD2 1010 10.0 20 75 10 n
ESD2 1212 12.0 24 75 12
ESD2 1616 16.0 30 100 16 .
ESD2 2020 20.0 30 100 20 ;UU
i oo R BE . /
# L
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CD ¢D

ESDC

L2

- i
P
- < L1 \.\ -
i X 1

Carbide drills series / Spot Drills H

oS
P K

D1 D2
1 \\\ !
A v ’
N « Point angles design brings outstanding hole position accuracy
» FEATURES ) . i 3
+ Cutting edge design can do chamfering.
_ ] ] _ unit: mm
A Diameter Flute Length OAL. Shank Dia |
+ ITEMS Order No. D1 ‘ L1 ‘ L2 ‘ D2
ESDC 0303 3.0 6 50 3
ESDC 0404 4.0 8 50 4
ESDC 0606 6.0 12 50 6
ESDC 0808 8.0 16 60 8
ESDC 1010 10.0 20 75 10
ESDC 1212 12.0 24 75 12
ESDC 1616 16.0 30 100 16
ESDC 2020 20.0 30 100 20
ne
Finishing

Carbide drills series / Spot Drills ® ® kK

"\, « Point angles design brings outstanding hole position accuracy.

+ FEATURES + Cutting edge design can do chamfering.
_ _ unit: mm
™ Diameter Flute Length OAL. Shank Dia |
- ITEMS Order No. D1 ‘ L1 ‘ L2 ‘ D2
= ESDA 0303 3.0 6 50 3
CC",) ESDA 0404 4.0 8 50 4
O ESDA 0606 6.0 12 50 6
% ESDA 0808 8.0 16 60 8
> ESDA 1010 10.0 20 75 10
ESDA 1212 1240 24 7D 12
ESDA 1616 16.0 30 100 16
% ESDA 2020 20.0 30 100 20
r:
=
17
188

+ FEATURES

« ITEMS

v EE
H P

» Point angles design brings outstanding hole position accuracy.
= Cutting edge design can do chamfering.

Semi-
Finishing

unit: mm
Diameter Flute Length O.AL. Shank Dia
CRESERE D1 L1 L2 D2
ESDS 0606 6.0 12 100 6
ESDS 0808 8.0 16 100 8
ESDS 1010 10.0 20 100 10
ESDS 1212 12.0 24 100 12
ESDS 1616 16.0 30 150 16
ESDS 2020 20.0 30 150 20
Finishing

Carbide drills series / Long Shank Spot Drills

- FEATURES

- ITEMS

.+ Point angles design brings outstanding hole position accuracy.
. Cutting edge design can do chamfering.

v EE
H P

unit: mﬂ':l
Diameter Flute Length OAL Shank Dia
Order No. D1 L1 L2 D2
ESDL 0606 6.0 12 100 6
ESDL 0808 8.0 16 100 8 gﬂ
ESDL 1010 10.0 20 100 10 w
ESDL 1212 12.0 24 100 12 cgn
ESDL 1616 16.0 30 150 16 —
ESDL 2020 20.0 30 150 20
=)
ey
r:
I
w
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C

D ¢D

CCD

ne [ ES
H P

Carbide drills series /| Center Drills H K

L2

C

+ FEATURES

« ITEMS

S

A
$120°| D2
\\\)_f' k
« Point angles design brings outstanding location and hole position accuracy.
* 0.6pm Carbide material with excellent toughness.
) ] unit: mrr_l_
Diameter Flute Length OAL. Shank Dia '
IR D1 ‘ L1 ‘ L2 ‘ D2
CCD 0050 0.50 ' 0.8 38 3
CCD 0080 0.80 1.1 38 3
CCD 0100 1.00 1.3 38 3
CCD 0125 1.25 1.6 38 3
CCD 0160 1.60 2.0 38 4
CCD 0200 2.00 2.5 50 5
CCD 0250 2.50 3.1 50 6
CCD 0315 3.15 3.9 60 8
CCD 0400 4.00 50 75 10
CCD 0500 5.00 6.3 75 12

Carbide drills series / Center Drills ® ® kK

- FEATURES

vYadsd'ddd

S1lda

190

- ITEMS

me i3

« Point angles design brings outstanding location and hole position accuracy.
« 0.6pm Carbide material with excellent toughness.

e
Semi-
Finishing

_ ) unit: mm
B, Dmg:eter ‘ FIutell.fngth ‘ OE\Z,L. ‘ Sha[r;;Dla
CCDA 0050 0.50 0.8 38 3
CCDA 0080 0.80 1.1 38 3
CCDA 0100 1.00 1.3 38 3
CCDA 0125 1:25 1.6 38 3
CCDA 0160 1.60 2.0 38 4
CCDA 0200 2.00 2.5 50 5
CCDA 0250 2.50 3.1 50 6
CCDA 0315 3.15 3.9 60 8
CCDA 0400 4.00 50 75 10
CCDA 0500 5.00 6.3 75 12

CD ¢pD

CD

Carbide drills series /| Carbide Drills

e
Semi-
Finishing

Cutting
Data

r.253

L2

D1 - D2
i - !
-+ Allow stable chip formation to prevent cutting edge from cracking.
« FEATURES ‘ + Special flute shape design can make chips into small pieces and remove chips quickly.
- . . . ) ] . ) unit: mm
Order Dia Flute Length| O.A.L. Order Dia Flute Length | OAL Order Dia | Flute Length, O.A.L. '
No. D1 L1 L2 No. D1 L1 L2 No. D1 L1 L2
CD 020 2.0 12 38 CD 065 55 28 66 CD 090 9.0 40 84
CD 021 2.1 12 38 CD 068 5.6 28 66 CD 091 9.1 40 84
CD 022 2.2 13 40 CD 0567 57 28 66 CD 092 9.2 40 84
CD 023 2.3 13 40 CD 068 5.8 28 66 CD 093 893 40 84
CD 024 2.4 14 43 CD 0569 59 28 66 CD 094 94 40 84
CD 025 2.5 14 43 CD 060 6.0 28 66 CD 095 95 40 84
CD 026 2.6 14 43 CD 081 6.1 31 70 CD 096 9.6 43 89
CcDo027 27 16 46 cboe2 62 31 70 cDos7 97 43 89
CD 028 2.8 16 46 CD o0e3 6.3 31 70 CD 098 9.8 43 89
CD 029 2.9 16 46 CD 064 6.4 31 70 CD 099 9.9 43 89
CD 030 3.0 16 46 CD 085 6.5 31 70 cD100 10.0 43 89
CD 031 3.1 18 49 CD 066 6.6 21 70 cbh102 10.2 43 89
CD032 32 18 49 CDO67 67 31 70 CD106 105 43 89
CD 033 3.3 18 49 CD oes 6.8 34 74 CD 110 11.0 47 95
CD 034 3.4 20 52 CD 069 6.9 34 74 CD 1156 11.5 47 95
CD 0356 35 20 52 CD 070 7.0 34 74 cCDh120 120 51 102
CD 036 3.6 20 52 CD 071 71 34 74 CD126 125 51 102
CD 037 3.7 20 52 CD 072 7.2 34 74 CD130 13.0 51 102
CD 038 3.8 22 55 CD 073 7.3 34 74
CD 039 3.9 22 55 CD 074 7.4 34 74
CD 040 4.0 22 55 CD 075 7.5 34 74
CD 041 4.1 22 55 CD 076 7.6 37 79
CD 042 4.2 22 55 CD 077 7.7 37 79
CD 043 4.3 24 58 CD 078 7.8 37 79
CD 044 4.4 24 58 CD 079 7.9 37 79
CD045 45 24 58 cDoso 80 37 79
CD 046 4.6 24 58 CD 081 8.1 37 79
CD 047 4.7 24 58 CD 082 8.2 37 79
CD048 48 26 62 CcDo83 83 37 79
CD 049 4.9 26 62 CD 084 8.4 37 79
CD060 5.0 26 62 CDo085 85 37 79
CD 051 51 26 62 CD 086 8.6 40 84
CD 052 52 26 62 CD 087 8.7 40 84
CD08&3 53 26 62 cbosg8 88 40 84
CD 054 54 28 66 CD 089 8.9 40 84
191

ao

S111da



CD CD

CDA

DIN 30° h7
v ] 1 159

Carbide drills series /| Carbide Drills

I R &S

Cutting
Data

p.253

CD ¢D

CDB

Carbide drills series /| Carbide Drills

.
TialN
Finishing

Cutting
Data

p.253

"\« Allow stable chip formation to prevent cutting edge from cracking.

« FEATURES + Special flute shape design can make chips into small pieces and remove chips quickly.

§ : : . : . . . : . . _unit: mm

ouer] D | Futs| Ouer] stenk]  orer] Dl | fute | Ooal] sherk)  ower] D | | Ouerl] stan

i L1 L2 D2 : | L1 L2 D2 " [ L1 L2 D2 |
CDAO030 3.0 20 62 6.0 CDA0BS 6.5 34 79 8.0 CDA100 10.0 47 89 10.0
CDAD31 3.1 20 62 6.0 CDAOD66 6.6 34 79 8.0 CDA101 10.1 55 102 12.0
CDAD32 3.2 20 62 6.0 CDA067 6.7 34 79 8.0 CDA102 10.2 55 102 12.0
CDAD33 3.3 20 62 6.0 CDAODB8 6.8 34 79 8.0 CDA103 10.3 55 102 12.0
CDAD34 3.4 20 62 6.0 CDAD69 6.9 34 79 8.0 CDA104 104 55 102 12.0
CDAD035 3.5 20 62 6.0 CDAO70 7.0 34 79 8.0 CDA105 10.5 55 102 12.0
CDAOD36 3.6 20 62 6.0 CDAO71 7.1 41 79 8.0 CDA106 10.6 55 102 12.0

CDA037 37 20 62 60 CDAO72 7.2 41 79 80  CDA107 107 55 102 12.0
CDAOD38 3.8 24 66 6.0 CDAO73 7.3 41 79 8.0 CDA108 10.8 55 102 12.0
CDAD39 3.9 24 66 6.0 CDAOD74 7.4 41 79 8.0 CDA109 10.9 55 102 12.0
CDAD40 4.0 24 66 6.0 CDAOD75 7.5 41 79 8.0 CDA110 11.0 55 102 12.0
CDAO041 4.1 24 66 6.0 CDAOT6 7.6 41 79 80 CDAM1 111 55 102 120
CDAO42 42 24 66 60 CDAOT7 7.7 41 79 80  CDAM2 112 55 102 120
CDAD43 4.3 24 66 6.0 CDAO78 7.8 41 79 8.0 CDA113 113 55 102 12.0
CDAD44 4.4 24 66 6.0 CDAO79 7.9 41 79 8.0 CDA114 114 55 102 12.0
CDA045 45 24 66 60  CDA080 80 41 79 80 CDAM5 115 55 102 12.0
CDAD46 4.6 24 66 6.0 CDAO081 8.1 47 89 10.0 CDA116 11.6 55 102 12.0
CDAD47 4.7 24 66 6.0  CDAo0D82 8.2 47 89 10.0  CDA117 11.7 55 102 12.0
CDAD48 4.8 28 66 6.0 CDADB3 83 47 89 10.0 CDA118 11.8 55 102 12.0
CDAD49 4.9 28 66 6.0 CDA084 8.4 47 89 10.0 CDA119 11.9 55 102 12.0
CDAODS0 5.0 28 66 6.0  CDAO085 85 47 89 10.0  CDA120 12.0 55 102 12.0
CDAD51 5.1 28 66 6.0 CDA0BE 8.6 47 89 10.0 CDA125 12.5 60 107 14.0
CDAD52 5.2 28 66 6.0 CDA087 8.7 47 89 10.0 CDA130 13.0 60 107 14.0
CDAOD53 53 28 66 6.0 CDA08B8 8.8 47 89 10.0 CDA135 13.5 60 107 14.0
CDAD54 5.4 28 66 6.0 CDAO089 8.9 47 89 10.0 CDA140 14.0 60 107 14.0
CDADS5 5.5 28 66 6.0  CDAO090 9.0 47 89 10.0  CDA145 145 65 115 16.0
CDAODS6 5.6 28 66 6.0 CDAD91 9.1 47 89 10.0 CDA150 15.0 65 115 16.0
o CDAD57 5.7 28 66 6.0 CDAD92 9.2 47 89 10.0 CDA155 15.5 65 115 16.0

QO CDAOS8 58 28 66 60 CDA09 93 47 89 100  CDA160 160 65 115 160
= CDAO059 5.9 28 66 6.0 CDAD%4 9.4 47 89 10.0 CDA165 16.5 73 123 18.0
CDADE0 6.0 28 66 6.0 CDADS5 9.5 47 89 10.0 CDA170 17.0 73 123 18.0
CDADB1 6.1 34 79 8.0 CDADS6 9.6 47 89 10.0 CDA175 17.5 73 123 18.0
CDAO62 62 34 79 80  CDA097 97 47 89 100 CDA180 180 73 123 180

o CDA0B3 63 34 79 80 CDA0SS 98 47 89 100  CDA185 185 79 131 200
Py CDAOB4 6.4 34 79 8.0 CDADSS 99 47 89 10.0 CDA190 19.0 79 131 20.0
rE CDA195 19.5 79 131 20.0
w CDA 200 20.0 79 131 20.0
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= Allow stable chip formation to prevent cutting edge from cracking.

« FEATURES ‘ « Special flute shape design can make chips into small pieces and remove chips quickly.
: : : . : . _unit: mm
Order | Dia | Flute | Overall| Shank|  Order | Dia | Flute | Overall| Shank|  Order | Dia | Flute | Overall| Shank |
No D1 Length | Length Dia No D1 Length | Length Dia No D1 Length | Length Dia
a | L1 L2 D2 * | L1 L2 D2 | : L1 L2 D2 |
CDBO030 3.0 28 66 6.0 CDBO065 6.5 53 91 8.0 CDB 100 10.0 61 103 10.0
CDBO031 3.1 28 66 6.0 CDBO066 6.6 53 91 8.0 CDB 101 10.1 71 118 12.0
CDBO032 3.2 28 66 6.0 CDB 067 6.7 53 91 8.0 cDB102 10.2 71 118 12.0
CDB033 33 28 66 6.0 CDB 068 6.8 53 91 8.0 CDB 103 10.3 71 118 12.0
CDB034 34 28 66 6.0 CDB069 6.9 53 91 8.0 CDB104 104 71 118 12.0
CDB035 35 28 66 6.0 CDBO70 7.0 53 91 8.0 CDB105 105 71 118 12.0
CDB036 36 28 66 6.0 cbBO71 7.1 53 91 8.0 CDB 106 10.6 71 118 12.0
CDBO037 37 28 66 60 CDBO72 72 53 91 80 CDB107 107 71 118 120
CDB038 3.8 36 74 6.0 CDBO73 7.3 53 91 8.0 cCDB 108 10.8 71 118 12.0
CDB039 3.9 36 74 6.0 CDBO074 7.4 53 91 8.0 CDB 109 10.9 71 118 12.0
CDB040 4.0 36 74 6.0 CDBO75 7.5 53 91 8.0 CDB110 11.0 71 118 12.0
CDB 041 4.1 36 74 60 CDBO76 76 53 91 8.0 CDB111 1.1 71 118 120
CDB042 42 36 74 60 CDBO77 77 53 91 80 CDBM2 112 71 118 120
CDB043 43 36 74 6.0 cbBo078 7.8 53 91 8.0 CDB113 11.3 71 118 12.0
CDB044 44 36 74 6.0 CDBO79 7.9 53 91 8.0 CDB114 114 71 118 12.0
CDB045 45 36 74 60 CDB080 80 53 91 80 CDB115 115 71 118 120
CDBO046 4.6 36 74 6.0 cDBO081 8.1 61 103 10.0 CDB 116 11.6 71 118 12.0
cbB 047 4.7 36 74 6.0  CDBo082 8.2 61 103 10.0  CDBM7 11.7 71 118 12.0
CDB048 438 44 82 6.0 CDB083 83 61 103 10.0 CcDB 118 11.8 71 118 12.0
CDB049 49 44 82 6.0 CDB084 84 61 103 10.0 CDB119 11.9 71 118 12.0
cbBO0s0 5.0 44 82 6.0 CDB 085 8.5 61 103 10.0 cCDB120 12.0 71 118 12.0
CDB051 5.1 44 82 6.0 CDBO086 86 61 103 10.0 CDB 125 12.5 77 124 14.0
CDBO052 5.2 44 82 6.0 cCDB 087 8.7 61 103 10.0 CDB 130 13.0 77 124 14.0
CDB053 53 RS 82 6.0 cDB088 838 61 103 10.0 CDB135 135 77 124 14.0
CDB054 54 44 82 6.0 CDB089 89 61 103 10.0 CDB 140 14.0 77 124 14.0
CDBO055 55 44 82 6.0 CDBO0%0 9.0 61 103 10.0  CDB145 14.5 83 133 16.0
CDB056 56 4L 82 6.0 CDB091 9.1 61 103 10.0 CDB 150 15.0 83 133 16.0
CDB 057 5.7 44 82 6.0 cDBO092 9.2 61 103 10.0 CDB 155 155 83 133 16.0 o
CDBOS8 58 44 82 60 CDBO09 93 61 103 100 CDB160 160 83 133 160  ©
CDB059 5.9 4o 82 6.0 CDB094 94 61 103 10.0 CDB 165 16.5 93 143 18.0 e
CDBO060 6.0 44 82 6.0 CDB095 95 61 103 10.0 CDB170 17.0 93 143 18.0
COBO61 61 53 91 80 CDB0% 96 61 103 100 CDB175 175 93 143 180
CDB062 62 53 91 80 CDB097 97 61 103 100 CDB180 180 93 143 180
CDB063 63 53 o1 80 CDBOSS 98 61 103 100  CDB185 185 101 153 200
CDB064 64 53 91 8.0 CDB099 99 61 103 10.0 CDB190 19.0 101 153 20.0 0
CDB195 195 101 153 20.0 rE
CDB 200 20.0 101 153 20.0 w
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~, + Allow stable chip formation to prevent cutting edge from cracking.

« FEATURES + Special flute shape design can make chips into small pieces and remove chips quickly.
§ : : . : . . . : . . _unit: mm
ouer] D | Futs| Ouer] stenk]  orer] Dl | fute | Ooal] sherk)  ower] D | | Ouerl] stan
i L1 L2 D2 : | L1 L2 D2 " [ L1 L2 D2 |
CDCo030 3.0 34 72 6.0 CDCo065 6.5 76 114 8.0 cbCc 100 10.0 95 142 10.0
CDCoO031 3.1 34 72 6.0 CDC066 6.6 76 114 8.0 cCbC 101 10.1 114 162 12.0
cbCo032 3.2 34 72 6.0 cbhCcoe7?7 6.7 76 114 8.0 cbCc102 10.2 114 162 12.0
CDCO033 3.3 34 72 6.0 CDCo68 6.8 76 114 8.0 CDC 103 10.3 114 162 12.0
CDCO034 34 34 72 6.0 CDCo069 6.9 76 114 8.0 CDC 104 104 114 162 12.0
CDCO035 3.5 34 72 6.0 CDCoO70 7.0 76 114 8.0 CDC 105 105 114 162 12.0
CDCO036 3.6 34 72 6.0 CDCo71 7.1 76 114 8.0 CDC 106 10.6 114 162 12.0
cDCo037 37 34 72 60 CDCO72 72 76 114 80  CDC107 107 114 162 120
CcDCo38 3.8 43 81 6.0 CDCO073 7.3 76 114 8.0 CcbCc 108 10.8 114 162 12.0
CDCO039 3.9 43 81 6.0 CDC074 74 76 114 8.0 cDC 109 10.9 114 162 12.0
CDCO040 4.0 43 81 6.0 CDCO075 7.5 76 114 8.0 CDC 110 11.0 114 162 12.0
CDC 041 4.1 43 81 60 CDCO76 76 76 114 80 CDC11 11 114 162 120
CDCO42 42 43 81 60 CDCO77 77 76 114 80  CDCM2 112 114 162 120
CDC043 4.3 43 81 6.0 cbcorge 7.8 76 114 8.0 CDC113 11.3 114 162 12.0
CDCo044 44 43 81 6.0 CDCo079 7.9 76 114 8.0 CDC 114 11.4 114 162 12.0
cDC045 45 43 81 60 CDCO8 80 76 114 80 CDCM15 115 114 162 120
CDCo046 4.6 43 81 6.0 cbCcos1 8.1 95 142 10.0 CDC116 11.6 114 162 12.0
CDC 047 4.7 43 81 6.0  CDCos2 82 95 142 10.0  CDC 117 11.7 114 162 12.0
CDCo048 4.8 57 95 6.0 CDCo083 8.3 95 142 10.0 CDC 118 11.8 114 162 12.0
CDC049 4.9 57 95 6.0 cDCo084 84 95 142 10.0 CDC 119 11.9 114 162 12.0
CDCO050 5.0 57 95 6.0  CDCo085 85 95 142 10.0  CDC120 12.0 114 162 12.0
CDCoO051 5.1 57 95 6.0 CDCo086 8.6 95 142 10.0
cDCo052 5.2 57 95 6.0 cbCcos? 8.7 95 142 10.0
CDCO053 5.3 57 95 6.0 CDCo88 8.8 95 142 10.0
CDC054 54 57 95 6.0 cDCo089 8.9 95 142 10.0
CDCO055 55 57 95 6.0  CDCo0% 9.0 95 142 10.0
CDCO056 5.6 57 95 6.0 CDC091 9.1 95 142 10.0
o CDCO057 5.7 57 95 6.0 cDCo92 9.2 95 142 10.0
O CDCO058 58 57 95 60 CDC093 93 95 142 100
< CDC059 5.9 57 95 6.0 CDC094 94 95 142 10.0
CDCo060 6.0 57 95 6.0 CDC095 9.5 95 142 10.0
CDC o061 6.1 76 114 8.0 CDC09% 9.6 95 142 10.0
cDC062 62 76 114 80 CDC097 97 95 142 10.0
o CDC083 63 76 114 80  CDCO% 98 95 142 100
Py CDCo064 6.4 76 114 8.0 CDCo099 9.9 95 142 10.0
5
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= Allow stable chip formation to prevent cutting edge from cracking.

« FEATURES ‘ « Special flute shape design can make chips into small pieces and remove chips quickly.
« Double helix coolant hole to bring down machining temperature and help chip removal.
: : : : : . _unit: mm
Order | Dia | Flute | Overall| Shank|  Order | Dia | Flute | Overall| Shank|  Order | Dia | Flute | Overall| Shank |
No D1 Length | Length Dia No D1 Length | Length Dia No D1 Length | Length Dia
al | L1 L2 D2 | L1 L2 D2 | ; L1 L2 D2 |
CDACO030 3.0 20 62 6.0 CDACO08s 6.5 34 79 8.0 CDAC100 10.0 47 89 10.0
CDACO031 31 20 62 6.0 CDACOee 6.6 34 79 8.0 CDAC101 101 55 102 12.0
CDACO032 3.2 20 62 6.0 CDACO067 6.7 34 79 8.0 CDAC102 10.2 55 102 12.0
CDACO033 3.3 20 62 6.0 CDACO068 6.8 34 79 8.0 CDAC103 10.3 55 102 12.0
CDACO034 34 20 62 6.0 CDACO069 6.9 34 79 8.0 CDAC104 104 55 102 12.0
CDACO036 3.5 20 62 6.0 CDACO070 7.0 34 79 8.0 CDAC106 10.5 55 102 12.0
CDACO036 3.6 20 62 6.0 CDACOT1 7.1 41 79 8.0 CDAC106 10.6 55 102 12.0
CDAC037 37 20 62 6.0  CDACOT2 72 41 79 80  CDAC107 107 55 102 120
CDACO038 3.8 24 66 6.0 CDACO73 7.3 41 79 8.0 CDAC108 10.8 55 102 12.0
CDACO039 3.9 24 66 6.0 CDACO074 7.4 41 79 8.0 CDAC10%8 10.9 55 102 12.0
CDACO040 4.0 24 66 6.0 CDACO78 7.5 41 79 8.0 CDAC110 11.0 55 102 12.0
CDAC 041 4.1 24 66 6.0 CDACO76 7.6 41 79 8.0 CDACI1 111 55 102 120
COACO#2 42 24 66 60 CDACOT 7.7 41 79 80  CDACH2 112 55 102 120
CDACO043 4.3 24 66 6.0 CDACO78 7.8 41 79 8.0 CDACM113 11.3 55 102 12.0
CDAC044 4.4 24 66 6.0 CDACO079 7.9 41 79 8.0 CDAC114 114 55 102 12.0
CDACO046 4.5 24 66 6.0 CDACO080 8.0 41 79 8.0 CDAC115 115 55 102 12.0
CDACO046 4.6 24 66 6.0 CDACO81 8.1 47 89 10.0 CDAC116 11.6 55 102 12.0
CDACO047 4.7 24 66 6.0  CDACoO082 8.2 47 89 10.0  CDACM7 11.7 55 102 12.0
CDACO048 4.8 28 66 6.0 CDACO083 8.3 47 89 10.0 CDAC118 11.8 55 102 12.0
CDACO049 4.9 28 66 6.0 CDACO084 8.4 47 89 10.0 CDAC119 11.9 55 102 12.0
CDACO50 5.0 28 66 6.0 CDACO085 8.5 47 89 10.0 CDAC120 12.0 55 102 12.0
CDACO051 5.1 28 66 6.0 CDACO086 8.6 47 89 10.0 CDAC1256 125 60 107 14.0
CDACO052 5.2 28 66 6.0 CDACO087 8.7 47 89 10.0 CDAC130 13.0 60 107 14.0
CDACO0583 53 28 66 6.0 CDACO088 8.8 47 89 10.0 CDAC136 135 60 107 14.0
CDACO054 54 28 66 6.0 CDACO089 8.9 47 89 10.0 CDAC 140 14.0 60 107 14.0
CDACO056 5.5 28 66 6.0 CDACO0%0 9.0 47 89 10.0  CDAC145 14.5 65 115 16.0
CDACO056 5.6 28 66 6.0 CDACO091 91 47 89 10.0 CDAC150 15.0 65 115 16.0
CDAC 057 5.7 28 66 6.0 CDACO092 9.2 47 89 10.0 CDAC 155 15.5 65 115 16.0 O
CDACOS 58 28 66 60 CDACOS3 93 47 89 100  CDAC160 160 65 115 160 3
CDACO059 59 28 66 6.0 CDAC094 94 47 89 10.0 CDAC 185 16.5 73 123 18.0 O
CDAC 060 6.0 28 66 6.0 CDACO095 9.5 47 89 10.0 CDAC170 17.0 73 123 18.0
CDACO081 6.1 34 79 80  CDACO0% 96 47 89 100  CDAC175 175 73 123 180
CDAC062 62 34 79 80  CDAC097 97 47 89 100  CDAC180 180 73 123 180
CDACOBS 63 34 79 80  CDACOS8 98 47 89 100  CDAC8 185 79 131 200 o
CDACOB4 6.4 34 79 8.0 CDACO099 99 47 89 10.0 CDAC180 19.0 79 131 20.0 0
CDAC195 19.5 79 131 20.0 rE
CDAC 200 20.0 79 131 20.0 w
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« Allow stable chip formation to prevent cutting edge from cracking.
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Data

« FEATURES + Special flute shape design can make chips into small pieces and remove chips quickly.
« Double helix coolant hole to bring down machining temperature and help chip removal.
. : : . : . . . : . . . _unit: mm
ouer| 0 | fute ] Quel] sheek)  oroer) D | Fute ) Qi) Stank]  owir] o | Pt ] Ouert] stmn
g L1 L2 D2 ; | L1 L2 D2 " [ L1 | L2 D2 |
CDBCO030 3.0 28 66 6.0 CDBC OGS 6.5 53 91 8.0 CDBC 100 10.0 61 103 10.0
CDBC 031 3.1 28 66 6.0 CDBCOeE 6.6 53 91 8.0 CDBC 101 10.1 71 118 12.0
CDBCO032 3.2 28 66 6.0 CDBC 067 6.7 53 91 8.0 CDBC 102 10.2 71 118 12.0
CDBCO033 3.3 28 66 6.0 CDBC 068 6.8 53 91 8.0 CDBC 103 10.3 71 118 12.0
CDBCO034 3.4 28 66 6.0 CDBC 069 6.9 53 91 8.0 CDBC 104 104 71 118 12.0
CDBC 035 3.5 28 66 6.0 CDBCO70 7.0 53 91 8.0 CDBC 106 10.5 71 118 12.0
CDBC 036 3.6 28 66 6.0 cbeCco71 7.1 53 91 8.0 CDBC 106 10.6 71 118 12.0
CDBCO037 3.7 28 66 60  CDBCO72 7.2 53 91 80  CDBC107 107 71 118 120
CDBCO38 3.8 36 74 6.0 cbBCo73 7.3 53 91 8.0 CDBC 108 10.8 71 118 12.0
CDBCO039 3.9 36 74 6.0 CDBCO074 7.4 53 91 8.0 CDBC 109 10.9 71 118 12.0
CDBCO040 4.0 36 74 6.0 CDBCO76 7.5 53 91 8.0 CcDBC110 11.0 71 118 12.0
CDBC 041 4.1 36 74 6.0 CDBCO76 7.6 53 91 8.0 CDBC111 11.1 71 118 120
COBCM2 42 36 74 60 CDBCOT7 77 53 91 80  CDBCMH2 M2 71 118 120
CDBCO043 43 36 74 6.0 cbBCoO78 7.8 53 91 8.0 CDBC113 11.3 71 118 12.0
CDBC044 4.4 36 74 6.0 CDBCO079 7.9 53 91 8.0 CDBC114 114 71 118 12.0
CDBCO45 4.5 36 74 6.0 CDBCO080 8.0 53 91 8.0 cbDBC115 11.5 7 118 12.0
CDBCO46 4.6 36 74 6.0 cbBCco81 8.1 61 103 10.0 CDBC 116 11.6 71 118 12.0
CDBC 047 4.7 36 74 6.0  CDBCoO082 8.2 61 103 10.0  CDBCM117 11.7 71 118 12.0
CDBC048 4.8 44 82 6.0 CDBC 083 8.3 61 103 10.0 cbeC118 11.8 71 118 12.0
CDBCO049 4.9 44 82 6.0 CDBC 084 8.4 61 103 10.0 cDBC119 11.9 71 118 12.0
CDBCOS0 5.0 44 82 6.0  CDBCO08s 8.5 61 103 10.0  CDBC120 12.0 71 118 12.0
CcDBC 051 5.1 4 82 6.0 CDBC 086 8.6 61 103 10.0 CDBC125 125 77 124 14.0
CDBCO052 5.2 44 82 6.0 CDBC 087 8.7 61 103 10.0 CDBC 130 13.0 77 124 14.0
CDBCO083 5.3 44 82 6.0 cDBC 088 8.8 61 103 10.0 CDBC136 13.5 77 124 14.0
CDBCO054 5.4 44 82 6.0 CDBC 089 8.9 61 103 10.0 CDBC 140 14.0 77 124 14.0
CDBCO055 5.5 44 82 6.0 CDBCO0%0 9.0 61 103 10.0 CDBC 1456 14.5 83 133 16.0
CDBC 086 5.6 44 82 6.0 CDBC091 9.1 61 103 10.0 CDBC 150 15.0 83 133 16.0
0O CDBCO57 5.7 B 82 6.0 cbBCo092 9.2 61 103 10.0 CDBC 155 15.5 83 133 16.0
5 CDBCOSS 58 44 82 60  CDBCO®S 93 61 103 100  CDBC160 160 83 133 160
o CDBCOS® 5.9 44 82 6.0 CDBC094 9.4 61 103 10.0 CDBC 165 16.5 93 143 18.0
CcDBCO080 6.0 44 82 6.0 CDBCO0%5 9.5 61 103 10.0 CDBC170 17.0 93 143 18.0
CDBC 061 6.1 53 91 80 CDBC0% 96 61 103 100  CDBC176 175 93 143 180
CDBCO062 6.2 53 91 80 CDBCO9?7 97 61 103 100  CDBC180 180 93 143  18.0
o CDBCOBS 63 53 91 80  CDBCOSE 9.8 61 103 100  CDBC185 185 101 153 200
Py CDBCO064 6.4 53 91 8.0 CDBCO099 99 61 103 10.0 CDBC 180 19.0 101 153 20.0
rE CDBC 196 19.5 101 153 20.0
2] CDBC 200 20.0 101 153 20.0
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Carbide drills series / Internal coolant / Carbide Drills

+ FEATURES

- ITEMS

= Allow stable chip formation to prevent cutting edge from cracking.
- Special flute shape design can make chips into small pieces and remove chips quickly.
« Double helix coolant hole to bring down machining temperature and help chip removal.

_ . . . ) . _ ) . unit: mm
aee | g | ek | Pogl] Sk ) owsr] oe | e Deck] S
" | | L1 L2 D2 " L1 | L2 | D2
CcDCCo030 3.0 34 =2 6.0 CDCC 065 6.5 76 114 8.0
CDCC031 31 34 72 6.0 CDCCo0ee 6.6 76 114 8.0
CDCCo032 32 34 72 60 CDCCO67 67 76 114 80
CDCC 033 33 34 72 6.0 CcDCC o068 6.8 76 114 8.0
CDCC034 34 34 72 6.0 CDCC 089 6.9 76 114 8.0
CDCC 035 3.5 34 72 6.0 CDCCo070 7.0 76 114 8.0
CDCCo036 36 34 72 6.0 cbccort 71 76 114 8.0
CDCC 037 3.7 34 72 6.0 cbcco72 7.2 76 114 8.0
CcDCC o038 338 43 81 6.0 CDCC 073 7.3 76 114 8.0
CDCC039 39 43 81 6.0 CDCC074 74 76 114 8.0
CDCC 040 4.0 43 81 6.0 CDCC 075 75 76 114 8.0
CDCC o041 41 43 81 6.0 CDCC 076 76 76 114 8.0
CDCC o042 42 43 81 6.0 cbcco7r7 7.7 76 114 8.0
CDCC 043 43 43 81 6.0 cDcCco78 7.8 76 114 8.0
CDCC044 44 43 81 6.0 CDCCO079 79 76 114 8.0
CDCC o045 45 43 81 6.0 cbcCc o080 8.0 76 114 8.0
CDCCo046 46 43 81 6.0 CDCC o081 81 95 142 10.0
CDCC 047 4.7 43 81 6.0 cDhCcCc o082 82 a5 142 10.0
CDCC 048 4.8 57 95 6.0 CDCC 083 8.3 95 142 10.0
CDCCO048 49 57 95 6.0 CDCC 084 84 95 142 10.0
CcDCCo0s0 50 57 95 6.0 cDCCc 085 8.5 95 142 10.0
CDCC081 51 57 95 6.0 CDCC o086 86 95 142 10.0
CDCCo062 52 57 95 6.0 cDCcCc 087 8.7 95 142 10.0
CDCC 083 53 57 95 6.0 cbhCcCc o088 838 95 142 10.0
CDCCO054 54 57 95 6.0 CDCC 089 89 95 142 10.0
CDCC 085 55 57 95 6.0 CDCCo0%0 9.0 95 142 10.0
CDCCO066 56 57 95 60  CDCCO1 91 95 142 100
CDCC 087 5.7 57 95 6.0 chcco92 92 95 142 10.0
CDCC 058 538 57 95 6.0 CDCC 093 93 95 142 10.0
CDCCO089 59 57 95 6.0 CDCC 094 94 95 142 10.0
CDCC o080 6.0 57 95 6.0 CDCCo095 95 95 142 10.0
cCDCC o0e1 6.1 76 114 8.0 CDCC 098 96 95 142 10.0
CDCCo0e2 6.2 76 114 8.0 CDCC o097 97 95 142 10.0
CDCC 063 6.3 76 114 8.0 CDCC 098 938 95 142 10.0
CDCCO0e4 64 76 114 8.0 CDCC 099 99 95 142 10.0
cbcc 100 10.0 95 142 10.0
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Carbide reamers series /| Carbide Reamers

= The cutting edge with designed angles to reduce cutting force for better anti-vibration.

VdO

| SYINWVIY

« FEATURES ‘ + Precision ground cutting edge for higher accuracy. Fine surface after finishing.
_ _ _ . _ _ _ ) unit: mm
Order  Dia | Flute | Overall Order  Dia | Flute ' Overall ' Order | Dia | Flute | Overall| |
No D1 Length | Length | Flutes No D1 Length Length | Flutes No D1 Length | Length | Flutes
. | L1 ] L2 = | L1 | L2 | | ol | L3 L2
CRAO20 2.0 11 49 4 CRAO86 5.5 26 93 6 CRAOS0 9.0 36 125 6
CRAD21 21 11 49 4 CRADSE 56 26 93 6 CRAO91 91 36 125 6
CRAD22 22 12 53 4 CRADS7 5.7 26 93 6 CRADS2 9.2 36 125 6
CRAD23 23 12 53 L CRAO58 5.8 26 93 6 CRA0S3 9.3 36 125 6
CRAD24 24 14 57 4 CRAD89 5.9 26 93 6 CRA0%4 94 36 125 6
CRAD25 2.5 14 57 4 CRAOB0 6.0 26 93 6 CRA0S5 95 36 125 6
CRAD26 26 14 57 s CRAOE1 6.1 28 101 6 CRAO% 96 38 133 6
CRAO2T 2.7 15 61 4 CRAOE2 6.2 28 101 6 CRA0S7 9.7 38 133 6
CRAO28 2.8 15 61 4 CRAOE3 6.3 28 101 6 CRAD%8 9.8 38 133 6
CRAD29 29 15 61 4 CRAOB4 6.4 28 101 6 CRA099 9.9 38 133 6
CRAO30 3.0 15 61 4 CRAOBS 6.5 28 101 6 CRA100 10.0 38 133 6
CRAO31 3.1 16 65 4 CRAOBE 66 28 101 6 CRA101 101 38 133 6
CRAGZ 32 16 65 4  CRAZ 67 31 101 6  CRA2 102 38 133 6
CRA033 3.3 16 65 < CRAOE8 6.8 31 109 6 CRA103 10.3 38 133 6
CRAD34 34 18 70 4 CRADBY 6.9 31 109 6 CRA104 104 38 133 6
CRAG5 35 18 70 4 CRAOT0 70 31 109 6 _ CRAM05 105 38 133 6
CRAD3 36 18 70 4 CRAOTY 71 31 109 6 CRA106 10.6 38 133 6
CRAO3Y 37 18 70 4 CRAO72 72 31 109 6 CRA107 107 41 142 6
CRA038 3.8 19 75 = CRA073 3 31 109 6 CRA108 10.8 41 142 6
O CRAO3 3.9 19 75 4 CRAOT4 7.4 31 109 6 CRA109 10.9 41 142 6
W SN CRAD40 4.0 19 75 4 CRAO75 7.5 31 109 6 CRAM0 11.0 41 142 6
CARBIDE REAMERS SERIES ST CRAOH 41 19 75 4 CRAOT6 76 33 17 & CRAM 111 41 142 6
CRAD42 4.2 19 75 4 CRAO7? 7.7 33 117 6 CRAM2 11.2 41 142 6
. iy CRAD4Z 4.3 21 80 4 CRAO78 7.8 33 117 6 CRAM3 11.3 41 142 6
O CRAD44 4.4 21 80 4 CRAO79 7.9 33 117 6 CRAM14 11.4 41 142 6
‘ R bttty CRAD4S 45 21 80 4 CRA0S0 80 33 117 6 CRA115 115 41 142 6
: CRAD4E 4.6 21 80 6 CRAO8B1 8.1 33 17 6 CRA116 116 41 142 6
. w L . CRAO47 47 21 80 6 CRAO82 8.2 33 117 6 CRAMT 11.7 41 142 6
CRA04 48 23 86 6 CRAOB3 83 33 117 6 CRAM18 118 41 142 6
CRAD49 4.9 23 86 6 CRAOB4 8.4 33 17 6 CRA119  11.9 &4 1561 6
CRAOS0 5.0 23 86 6 CRAO85 8.5 33 117 6 CRA120 12.0 44 151 6
CRAOBI 51 23 86 6 CRAOBE 86 36 125 6
CRAOG2 52 23 86 6 CRAOB7 87 36 125 6
CRAGB3 53 23 8 6  CRAMBS 88 36 125 6
CRAOS4 54 26 93 6 CRAO89 89 36 125 6
% /
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7n | Diamond
Finizhing

Dental end mills / 2 Flute / Long Neck / Ball Nose / for ZrO2

unit: mm
N ] Radius ] Neck Dia ) Flute Length Effective Length-.' O.AL. Shank Dia ]
- ITEMS Order No. R D3 L1 L3 L2 D2
TOBF 00610.3 RO0.3 0.56 2.5 10 50 3
TOBF 00812.3 RO0.4 0.76 3.0 12 50 3
TOBF 01016.3 RO0.5 0.95 4.0 16 50 3
TOBF 01018.3 RO.5 0.95 4.0 18 50 3
TOBF 01518.3 RO0.75 1.45 4.0 18 50 3
TOBF 02020.3 R1 1.92 45 20 50 3
TOBF 02025.3 R 1.92 45 25 50 3
TOBF 02522.3 R1.25 2.40 45 22 50 3
TOBF 02525.3 R1.25 2.40 45 25 50 3
TOBF 03025.3 R1.5 2.90 6.0 25 50 3
TOBF 00610.4 RO.3 0.56 2.5 10 50 4
TOBF 01018.4 RO.5 0.95 4.0 18 50 4
TOBF 02020.4 R 1.92 45 20 50 4
TOBF 02522.4 R1.25 2.40 4.5 22 50 4
TOBF 00610.6 R0.3 0.56 2.5 10 50 6
TOBF 00812.6 RO0.4 0.76 3.0 12 50 6
TOBF 01016.6 RO.5 0.95 4.0 16 50 6
TOBF 01018.6 RO.5 0.95 4.0 18 50 6
TOBF 01518.6 RO0.75 1.45 4.0 18 50 6
DENTAL END MILLS TOBF 02020.6 R1 1.92 4.5 20 50 6
TOBF 02025.6 R1 1.92 45 25 50 6
TOBF 02522.6 R1.25 2.40 45 22 50 6
D EN ro TOBF 02525.6 R1.25 2.40 45 25 50 6
e TOBF 03025.6 R1.5 2.90 6.0 25 50 6 é'
: m
f m
- =z
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TTBF

- ITEMS

D1

A \.kf ___| M S
t -, _——ﬁ D2

L2

% Semi-
Finishing

unit: mm
Order No. Ragus Negx:;Dna Flutel-l.ingth Effeculv-e;engm Oif\z,L, Sha[r;klea
TTBF 00810.4 RO .4 0.76 3.5 10 50 <4
TTBF 01012.4 RO.5 0.95 3.5 12 50 <t
TTBF 01514.4 RO.75 1.45 4.0 14 50 4
TTBF 02016.4 R1 1.92 4.0 16 50 <
TTBF 02518.4 R1.25 2.40 4.5 18 50 <+
TTBF 03022.4 R1.5 2.90 55 22 50 4
TTBF 00808.6 RO .4 0.76 3.5 8 50 6
TTBF 01008.6 RO.5 0.95 3.5 8 50 6
TTBF 01010.6 RO.5 0.95 3.5 10 50 6
TTBF 01012.6 RO.5 0.95 3.5 12 50 6
TTBF 01512.6 RO.75 1.45 4.0 12 50 6
TTBF 01516.6 RO.75 1.45 4.0 16 50 6
TTBF 02012.6  R1 192 4.0 12 50 6
TTBF 02016.6 R1 1.92 4.0 16 50 6
TTBF 02514.6 R1.25 2.40 4.5 14 50 6
TTBF 02518.6 R1.25 2.40 4.5 18 50 6
TTBF 03015.6 R1.5 2.90 5.5 15 50 6
TTBF 03017.6 R1.5 2.90 5.5 17 50 6
TTBF 030226 R15 290 55 22 50 6

" DEN.pro

Dental end mills / 2 Flute / Long Neck / Square / for CoCr. Titanium "

- ITEMS

e
MG

W

L2
L3

r | -
= ; ‘_Dz
| gy -
D3 I
unit: mm
Diameter NeckDia | Flutelength | Effecivelengh | OAL | ShankDia |
Order No. ‘ D1 D3 L1 L3 L2 ‘ D2

TTFA 00505.4 05 046 1.0 5 50 4

TTFA 00808.4 0.8 0.76 1.2 8 50 4

TTFA 00910.4 0.9 0.85 1.2 10 50 4

TTFA 01015.4 1.0 0.95 1.5 15 50 4

TTFA 01215.4 1.2 1.15 1.5 15 50 4

TTFA 01516.4 1.5 1.45 2.0 16 50 4

TTFA 01616.4 1.6 1.54 2.5 16 50 4

TTFA 01816.4 1.8 1.92 2.5 16 50 4

TTFA 02016.4 2.0 1.92 3.0 16 50 4

TTFA 02518.4 25 2.40 3.0 18 50 4
_‘
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TTRA

Dental end mills / 2 Flute / Long Neck / Corner Radius / for CoCr . Titanium

20° Flmshlng
m \“ Semi-
Finishing

B L

unit: mm
i ) . o : \ Y . \| .
. Diameter | CornerR | Neck Dia | Flute Length = Effective Length OAL. Shank Dia
ITEMS Order No. D1 R D3 L1 L3 L2 D2
TTRA010154 10 01 095 15 15 50 4
TTRA 01215.4 1.2 0.1 1.15 1.5 15 50 4
TTRA 01516.4 1.8 0.2 1.45 2.0 16 50 4
TTRA 01816.4 1.8 0.2 1.73 2.5 16 50 B
TTRA 02016.4 2.0 0.2 1.92 3.0 16 50 4
TTRA 02518.4 2.5 0.2 2.40 3.0 18 50 =+

TTRB

. _ unit: mm

< b Diameter | ComerR | Neck Dia | Flute Length | Effective Length OAL. Shank Dia |
ITEMS Order No. D1 R D3 L1 L3 L2 D2
TTRB 020126 20 02 192 40 12 50 6
TTRB 03014.6 3.0 0.3 2.90 5.0 14 50 6
TTRB 03018.6 3.0 0.3 2.90 5.0 18 50 6
TTRB 04016.6 4.0 04 3.88 6.0 16 50 6

204

»:5  DEN.pro

TWBF i =
Dental end mills / 2 Flute / Long Neck / Ball Nose / for PMMA. Wax ~y &

L2
Q\\ L3 ! D1=2R
L1 |
LY | I = :
D1 ——— — __——— D2
i o i "‘hh_____ — —
—
D3 |
unit: mm
N Radius | NeckDia | Fiitelength | Effectvelengh | OAL. | ShankDia |
- ITEMS Order No. ‘ R D3 L1 L3 L2 D2
TWBF 00812.4 RO0.4 0.76 3.5 12 50 4
TWBF 01016.4 RO0.5 0.95 3.5 16 50 4
TWBF 01518.4 RO0.75 1.45 4.0 18 50 4
TWBF 02020.4 R1 1.92 4.0 20 50 4
TWBF 02525.4 R1.25 2.40 4.5 25 50 4
TWBF 03025.4 R1.5 2.90 55 25 50 4
_{
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Compatible with: Compatible with:

L3

TIZ3 o ro— =

| ST1IN AN3 | YoequID uuewy

| L2
. T .
1 7] [ | Cut Diameter Neck Length O.ALL. Shank Dia End Type Number of Coating Application
TAZ o1 eeqi >0 Order No. D1 La L2 D2 futes
l. 3 |
B TIZ3-00610 0.6 10 48 3 Ball Nose 2 Diamond Zirconia
Cut Diameter Neck Length OAL. Shank Dia End Type Number of Coating Application TIZ3-01016 1.0 16 48 3 Ball Nose 2 Diamond Zirconia
Order NO. D1 L3 L2 D2 ﬂutes
TIZ3-02518 2.5 18 48 3 Ball Nose 2 Diamond Zirconia
TAZ-00610 0.6 10 47 3 Ball Nose 2 Diamond Zirconia TR
! L2 |
TAZ-01016 1.0 16 47 3 Ball Nose 2 Diamond Zirconia }_‘ L3 . — i
TAZ-02518 25 18 47 3 Ball Nose 2 Diamond  Zirconia T I 26 ml_&ﬂ & 02
unit. mm ’
Cut Diameter Neck Length O.AL. Shank Dia End Type Number of Coating Application
GEdeisho. D1 L3 L2 D2 flutes
L2 TIZ6-01016 1.0 16 53 6 Ball Nose 2 Diamond Zirconia
i L2 - [ — Lt TIZ6-02520 2.5 20 53 6 Ball Nose 2 Diamond Zirconia
TAT ==V > =
i | T— 4‘ L2 |
L3 | |
Cut Diameter Neck Length OAL. Shank Dia End Type Number of Coating Application ﬂ—____h,.-‘-* )
TAT-01008 1.0 8 43 3 Ball Nose 4 Coplae Bt e Compatible with machine models / CORITEC 350i.450i(do).650i —_
TAT-02008 2.0 8 43 3 Ball Nose 4 G-plus  CoCr./Titanium Cut Diameter Neck Length OAL. Shank Dia End Type Number of Coating Application
unit: mm order NO. D1 L3 L2 D2 flutes
TIT6-00604 0.6 4 50 6 Ball Nose 2 G-plus  CoCr./Titanium
TIT6-01010 1.0 10 50 6 Ball Nose 2 G-plus  CoCr./Titanium
TIT6-01512 1:5 12 50 6 Ball Nose 2 G-plus  CoCr./Titanium
TIT6-02012 2.0 12 50 6 Ball Nose 2 G-plus  CoCr./Titanium
TIT6-03016 3.0 16 50 6 Ball Nose 2 G-plus  CoCr./Titanium
unit: mm
! LE ]
L3 ‘
TIT3 S R =% 8
: @
Compatible with machine models / CORITEC one,150i,250i,350i,450i §
Cut Diameter Neck Length O.AL. Shank Dia End Type Number of Coating Application 2
Order No, D1 L3 L2 D2 flutes
TIT3-00616 0.6 16 50 3 Ball Nose 2 G-plus  CoCr./Titanium ;
=
TIT3-01010 1.0 10 50 3 Ball Nose 2 G-plus  CoCr./Titanium o
=
TIT3-01512 1.5 12 50 3 Ball Nose 2 G-plus  CoCr./Titanium =
g
TIT3-02012 2.0 12 50 3 Ball Nose 2 G-plus  CoCr./Titanium »
TIT3-03016 3.0 16 50 3 Ball Nose 2 G-plus  CoCr./Titanium
N unit: mm -
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Compatible with:

Compatible with:

| L2 |
S — |_
TVZS o @6—\3
Compatible with machine models / K1,K3,K4,N4+,74
order No. Cut EI):I}a1meter Necl-:LL;ngth Ol,fuz,L, Sha[r;; Dia End Type Nugﬂul;:; of Coating Application
TVZS-01016 1.0 16 35 3 Ball Nose 2 Diamond Zirconia
TVZS-02018 2.0 18 35 3 Ball Nose 2 Diamond Zirconia
unit: mm

TVZM

Compatible with machine models / $1,52,S5,K5+,R5,ES

— LE -
| s | |
[ |
D1 L D2

puejoy

| ST1IW an3 |

208

L2 |
i L3 - [
b S —-jﬁ
TRZ ki
Compatible with machine models / DWX-4/50/51/52 '
Cut Diameter Neck Length OA.L. Shank Dia End Type Number of Coating Application
Order No. D1 L3 L2 D2 flutes
TRZ-00610 0.6 10 50 4 Ball Nose 2 Diamond Zirconia
TRZ-01014 1.0 14 50 4 Ball Nose 2 Diamond Zirconia
TRZ-02018 2.0 18 50 4 Ball Nose 2 Diamond Zirconia
unit: mm
= L2 -
T [
L —
TRT | 3o
Compatible with machine models / DWX-4/50/51/52
Cut Diameter Neck Length OAL. Shank Dia End Type Number of Coating Application
Order No- D1 L3 L2 D2 B |
TRT-00606 0.6 6 50 4 Ball Nose 2 G-plus  CoCr./Titanium
TRT-01012 100 12 50 4 Ball Nose 2 G-plus  CoCr./Titanium
TRT-02014 2.0 14 50 4 Ball Nose 2 G-plus CoCr./Titanium
unit: mm

Cut Diameter Neck Length O.AL. Shank Dia End Type Number of Coating Application
Order No. D1 L3 L2 D2 fltes
TVZM-01016 1.0 16 40 3 Ball Nose 2 Diamond Zirconia
TVZM-02020 2.0 20 40 3 Ball Nose 2 Diamond Zirconia
unit: mm

A

| SN aN3 |

)
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E EFFICIENCY MILLS
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m |[EA ve B E1 B D ES

K === EJ

Efficiency end mills series / 2 Flute / Square

L2

SOLID CARBIDE TOOLS

e s L v S N, * 2 Flute Square for up to HRC55.
k. + FEATURES + Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

) _ unit: inch\
. ITEMS 1 Order No. Diagl:ter FIuteLL’Iength OE\Z.L. ShaSkzDia
IEA 031A 1/32 3/32 1-1/2 1/8
IEA 046A 3/64 7/64 1-1/2 1/8
IEA 062A 116 1/4 1-1/2 1/8
IEA 078A 5/64 3/16 1-1/2 1/8
IEA 093A 3/32 3/8 1-1/2 1/8
IEA 109A 7/64 3/8 1-1/2 1/8
IEA 125A 1/8 1/2 1-1/2 1/8
IEA 140A 9/64 1/2 2 3/16
IEA 156A 5/32 9/16 2 3/16
IEA171A 11/64 5/8 2 3/16
IEA 187A 3/16 5/8 2 3/16
IEA 203A 13/64 5/8 2-1/2 1/4
IEA 218A 7/32 5/8 2-1/2 1/4
IEA 234A 15/64 3/4 2-1/2 1/4
IEA 250A 1/4 3/4 2-1/2 1/4
IEA 312A 5/16 13/16 2-1/2 5/16
IEA 375A 3/8 1 2-1/2 3/8
IEA 437A 7/16 1 2-3/4 7/16
IEA 500A 1/2 1 3 1/12
IEA 625A 5/8 1-1/4 3-1/2 5/8
IEA 750A 3/4 1-1/2 4 3/4
unit: inch
D1 Tolerance D2 Tolerance
« TOLERANCE
1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 h6

“ | ST aNg |
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E =~ EFFICIENCY MILLS

= |EB

Efficiency end mills series / 4 Flute /| Square

Flm-.hlng
MG Iu Semi-
Finishing

+ FEATURES
- ITEMS
E
w
+ TOLERANCE
m
pd
O
=
|':
=
[7)

212

4 Flute Square for up to HRC55.
Low/High alloy steel, cast steel, tool steel, and Cast iron.
TiaLN Coating for General steel.

_ _ unit: incl‘l
Order No. Dial:r;'l‘;ater ‘ FluteLL:ngth Oifz.L ‘ Shali:';klea ‘
IEB 031A 1/32 3/32 1-1/2 1/8
IEB 062A 1/16 1/4 1-1/2 1/8
IEB 078A 5/64 3/16 1-1/2 1/8
IEB 093A 3/32 3/8 1-1/2 1/8
IEB 109A 7/64 3/8 1-1/2 1/8
IEB 125A 1/8 1/2 1-1/2 1/8
IEB 140A 9/64 1/2 2 3/16
IEB 156A 5/32 9/16 2 3/16
IEB 171A 11/64 5/8 2 3/16
IEB 187A 3/16 5/8 2 3/16
IEB 203A 13/64 5/8 2-1/2 1/4
IEB 218A 7/32 5/8 2-1/2 1/4
IEB 234A 15/64 3/4 2-1/2 1/4
IEB 250A 1/4 3/4 2-1/2 1/4
IEB 312A 5/16 13/16 2-1/2 5/16
IEB 375A 3/8 1 2-1/2 3/8
IEB 437A 7/16 1 2-3/4 7/16
IEB 500A 1/2 1 3 1/2
IEB 562A 9/16 1-1/8 3-1/2 9/16
IEB 625A 5/8 1-1/4 3-1/2 5/8
IEB 750A 3/4 1-1/2 4 3/4
unit: inch
D1 Tolerance D2 Tolerance
1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 h6

[|E ~ EFFICIENCY MILLS

m [ELC

Efficiency end mills series / 2 Flute / Long Flute / Square

+ FEATURES

~
\\

- ITEMS

- TOLERANCE

L2

« Long Flute 2 Flute Square for up to HRC55.

% E . Flm‘,hmq

K === EJ

« Extended flute length (L1) suitable for deep side milling.
« TiaLN Coating for General steel.

unit: inch
Diameter Flute Length O.AL. Shank Dia
Bxder Ho. D1 L1 L2 D2
IELC 125A-S 1/8 3/4 2 1/8
IELC 187A-L 3/16 1-1/8 3 3/16
IELC 250A-S 1/4 1-1/8 3 1/4
IELC 312A 5/16 1-5/8 4 5/16
IELC 375A 3/8 2 4 3/8
IELC 500A 1/2 2 4 1/2
IELC 625A 5/8 3 6 5/8
IELC 750A 3/4 3 6 3/4
unit: inch
D1 Tolerance D2 Tolerance
1/32 ~ 3/4 +0.000/ -0.0012 .1182 ~ 1.000 h6
m
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E = EFFICIENCY MILLS

IELD

Efficiency end mills series / 4 Flute / Long Flute / Square

+ FEATURES

-,
%

a3l

| ST aN3 |

214

- ITEMS

+ TOLERANCE

L2

ne E3 I3

P

» Long Flute 4 Flute Square for up to HRC55.
« Extended flute length (L1) suitable for deep side milling.
« TiaLN Coating for General steel.

Semi-
Finishing

_ unit: inci'_n
Order No. Dial:r;'l‘;ater ‘ FIuteLL:ngth Oi:AZ_L. Shali:';kzDia

IELD 062A 1/16 0.312" 3 1/8
IELD 093A 3/32 0.55" 3 1/8
IELD 125A-S 1/8 3/4 2 1/8
IELD 156A 5/32 1-1/8 3 3/16
IELD 187A-L 3/16 1-1/8 3 3/16
IELD 250A-S 1/4 1-1/8 3 1/4
IELD 312A 5/16 1-5/8 = 5/16
IELD 375A 3/8 2 4 3/8
IELD 500A 1/2 2 4 1/2
IELD 625A 5/8 3 6 5/8
IELD 750A 3/4 3 6 3/4

unit: inch
D1 Tolerance Tolerance

1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 h6

E ~ EFFICIENCY MILLS

Efficiency end mills series / 2 Flute / Ball Nose

+ FEATURES

D1|

™.

\\

- ITEMS

+ TOLERANCE

L1

L2

30°
7

[ &
P K By

« 2 Flute Ball Nose for workpiece up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

D1=2R

unit: inch
Diameter Flute Length O.AL. Shank Dia
Order No. D1 L1 L2 D2
IBA 125A 1/8 1/2 1-1/2 1/8
IBA 156A 5/32 9/16 2 3/16
IBA 187A 3/16 5/8 2 3/16
IBA 218A 7132 5/8 2-1/2 1/4
IBA 250A 1/4 3/4 2-1/2 1/4
IBA 312A 5/16 13/16 2-1/2 5/16
IBA 375A 3/8 1 2-1/2 3/8
IBA 437A 7/16 1 2-3/4 7/16
IBA 500A 1/2 1 3 1/2
IBA 625A 5/8 1-1/4 3-1/2 5/8
IBA 750A 3/4 1-1/4 4 3/4
unit: inch
D1 Tolerance D2 Tolerance
1/32 ~ 3/4 +0.000 / -0.0012 1182 ~ 1.000 hé
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E = EFFICIENCY MILLS

cm BB

Efficiency end mills series / 4 Flute / Ball Nose

+ FEATURES

a8l

| ST aN3 |
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- ITEMS

+ TOLERANCE

4 30° - Finishin
me ES
P K '

r

* 4 Flute Ball Nose for workpiece up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

E

" EFFICIENCY MILLS

m IBALF

Efficiency end mills series / 2 Flute / Ball Nose

+ FEATURES

_ _ unit: inci'_n
Diameter Flute Length OAL. Shank Dia
Order No. 4 ‘ g P ‘ Do
IBB 046A 3/64 7/64 1-1/2 1/8
IBB 062A 1/16 1/4 1-1/2 1/8
IBB 125A 1/8 1/2 1-1/2 1/8
IBB 156A 5/32 9/16 2 3/16
IBB 187A 3/16 5/8 2 3/16
IBB 218A 7132 5/8 2-1/2 1/4
IBB 250A 1/4 3/4 2-1/2 1/4
IBB 312A 5/16 13/16 2-1/2 5/16
IBB 375A 3/8 1 2-1/2 3/8
IBB 437A 7/16 1 2-3/4 7/16
IBB 500A 1/2 1 3 1/2
IBB 625A 5/8 1-1/4 3-1/2 5/8
IBB 750A 3/4 1-1/2 + 3/4
unit: inch
D1 Tolerance D2 Tolerance
1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 h6

- ITEMS

- TOLERANCE

L2

30° Finishing
HEDES
P K

-5y
=3

-

Di=2R

Long Flute 2 Flute Ball Nose for workpiece up to HRC55.
Low/High alloy steel, cast steel, tool steel, and Cast iron.
TiaLN Coating for General steel.

unit: inch
Diameter Flute Length O.AL. Shank Dia
Order No. D1 L1 L2 D2
IBALF 125A-S 1/8 3/4 2 1/8
IBALF 187A-L 3/16 1-1/8 3 3/16
IBALF 250A-S 1/4 1-1/8 3 1/4
IBALF 312A 5/16 1-5/8 4 5/16
IBALF 375A 3/8 2 4 3/8
IBALF 500A 1/2 2 4 1/2
IBALF 625A 5/8 3 6 5/8
IBALF 750A 3/4 3 6 3/4
unit: inch
D1 Tolerance D2 Tolerance
1/32 ~ 3/4 +0.000 / -0.0012 1182 ~ 1.000 hé
W
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E = EFFICIENCY MILLS

IBBLF

Efficiency end mills series / 4 Flute / Ball Nose

+ FEATURES

4784l

| ST aN3 |

218

- ITEMS

+ TOLERANCE

a | a0 .
« AEEDS
P K 1

3

» Long Flute 4 Flute Ball Nose for workpiece up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

E

+ FEATURES

_ _ unit: inci'_n
Diameter Flute Length O.AL. Shank Dia
Order No. DA ‘ L1 L2 ‘ D2
IBBLF 125A-S 1/8 3/4 2 1/8
IBBLF 187A-L 3/16 1-1/8 3 3/16
IBBLF 250A-S 174 1-1/8 3 1/4
IBBLF 312A 5/16 1-5/8 4 5/16
IBBLF 375A 3/8 2 4 3/8
IBBLF 500A 1/2 2 4 1/2
IBBLF 625A 5/8 3 6 5/8
IBBLF 750A 3/4 3 6 3/4
unit: inch
D1 Tolerance D2 Tolerance
1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 hé

- ITEMS

- TOLERANCE

" EFFICIENCY MILLS

Efficiency end mills series / 4 Flute / Corner Radius

4 Finishing
H E R E I
P K )

5K &

« 4 Flute Corner Radius for up to HRC55.
« Low/High alloy steel, cast steel, tool steel, and Cast iron.
« TiaLN Coating for General steel.

unit: incrl
Order No. Dla;:ter ComRer R ‘ FiuteLL;ngth ‘ Oif\z.L. ShaI;klea

IRB 125R015 1/8 0.015 1/2 1-1/2 1/8
IRB 125R030 1/8 0.03 1/2 1-1/2 1/8
IRB 187R015 3/16 0.015 5/8 2 3/16
IRB 187R030 3/16 0.03 5/8 2 3/16
IRB 250R015 1/4 0.015 3/4 2-1/2 1/4
IRB 250R030 1/4 0.03 3/4 2-1/2 1/4
IRB 250R045 1/4 0.045 3/4 2-1/2 1/4
IRB 312R015 5/16 0.015 13/16 2-1/2 5/16
IRB 312R030 5/16 0.03 13/16 2-1/2 5/16
IRB 312R045 5/16 0.045 13/16 2-1/2 5/16
IRB 375R015 3/8 0.015 1 2-1/2 3/8
IRB 375R030 3/8 0.03 1 2-1/2 3/8
IRB 375R045 3/8 0.045 1 2-1/2 3/8
IRB 375R060 3/8 0.06 1 2-1/2 3/8
IRB 437R015 7/16 0.015 1 2-3/4 7/16
IRB 437R030 7/16 0.03 1 2-3/4 7/16
IRB 437R045 7/16 0.045 1 2-3/4 7/16
IRB 437R060 7/16 0.06 1 2-3/4 7/16
IRB 437R090 7/16 0.09 1 2-3/4 7/16
IRB 500R016 172 0.015 1 3 12
IRB 500R030 1/2 0.03 1 3 1/2

IRB 500R045 1/2 0.045 1 3 1/2 3

IRB 500R060 1/2 0.06 1 3 1/2 @
IRB 500R090 1/2 0.09 1 3 1/2
IRB 500R125 1/2 0.125 1 3 1/2

=

unit: inch %

D1 Tolerance D2 Tolerance =

1/32 ~ 3/4 +0.000/ -0.0012 .1182 ~ 1.000 h6 E.}

///—
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+ FEATURES
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220

- ITEMS

- TOLERANCE

L2

* Long shank 4 Flute Corner Radius for up to HRC55.

« Extended overall length for greater depth of cut.

« TiaLN Coating for General steel.

.
TIulN Semi-
Finishing

S  SUPER MILL

m ISW

D1

™.

_ unit: inci'_n
2 | = ]
Order No. DiaI;'ll;ster CornRer R FIuteI-I_:ngth Oi;-ﬂ\z.L. Shali:';klea

IRC 250R020 1/4 0.02 3/4 4 1/4
IRC 250R030 1/4 0.03 3/4 -+ 1/4
IRC 250R045 1/4 0.045 3/4 -+ 1/4
IRC 312R020 5/16 0.02 13/16 4 5/16
IRC 312R030 5/16 0.03 13/16 4 5/16
IRC 312R045 5/16 0.045 13/16 = 5/16
IRC 375R020 3/8 0.02 1 4 3/8
IRC 375R030 3/8 0.03 1 =t 3/8
IRC 375R045 3/8 0.045 1 4 3/8
IRC 375R060 3/8 0.06 1 <+ 3/8
IRC 375R090 3/8 0.09 1 4 3/8
IRC 375R125 3/8 0.125 1 -+ 3/8
IRC 500R020 1/2 0.02 1 4 1/2
IRC 500R030 1/2 0.03 1 4 1/2
IRC 500R045 1/2 0.045 1 4 1/2
IRC 500R060 1/2 0.06 1 -+ 1/2
IRC 500R090 1/2 0.09 1 4 1/2
IRC 500R125 1/2 0.125 1 =t 1/2

unit: inch
D1 Tolerance D2 Tolerance

1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 h6

L2

E m F;‘é;"h'?'ng

~, * 4 Flute Square for up to HRC60.

- FEATURES « Variable helix angle and unequal flute spacing designed for stability and anti-vibration.
* i8 Coating: High temperature and low wear resistance.
unit: inch
i Diameter Flute Length O.AL. Shank Dia
ITEMS Order No. D1 L1 L2 D2
ISW-062 1/16 11/64 2 1/8
ISW-125 1/8 3/8 2 1/8
ISW-187 3/16 7/16 2 3/16
ISW-250 1/4 5/8 2-1/2 1/4
ISW-312 5/16 13/16 2-1/2 5/16
ISW-375 3/8 7/8 2-1/2 3/8
ISW-500 1/2 1-1/4 3 1/2
ISW-625 5/8 1-5/8 3-1/2 5/8
ISW-750 3/4 1-3/4 4 3/4
unit: inch
D1 Tolerance D2 Tolerance
- TOLERANCE ios
1/32 ~ 3/4 +0.000/ -0.0012 .1182 ~ 1.000 h6

MSI

| 771K ang |
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S ~ SUPER MILL

al
‘\ﬂ Semi-
ge Finishing

K == K EP

ISWR

HSC & HHC series / 4 Flute /| Corner Radius

"\, * 4 Flute Corner Radius for up to HRC60.

™.

HMSI

| ST aN3 |
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« FEATURES + Variable helix angle and unequal flute spacing designed for stability and anti-vibration.
* i8 Coating: High temperature resistance and low wear.
_ unit: inci'_n
2 | = ]
Diameter Corner R Flute Length O.AL. Shank Dia
ITEMS Order No. D1 R L1 L2 D2
ISWR-062R020 1/16 0.02 11/64 2 1/8
ISWR-125R020 1/8 0.02 3/8 2 1/8
ISWR-187R020 3/16 0.02 7/16 2 3/16
ISWR-250R020 1/4 0.02 5/8 2-1/2 1/4
ISWR-312R020 5/16 0.02 13/16 2-1/2 5/16
ISWR-375R020 3/8 0.02 7/8 2-1/2 3/8
ISWR-500R020 1/2 0.02 1-1/4 3 1/2
ISWR-625R020 5/8 0.02 1-5/8 3-1/2 5/8
ISWR-750R020 3/4 0.02 1-3/4 -+ 3/4
unit: inch
D1 Tolerance D2 Tolerance
- TOLERANCE
1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 hé

Semi-
Finishing

| D2|

~, * 4 Flute Square for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.

« FEATURES « Variable helix angle and unequal flute spacing offer great stability and anti-vibration.
* G-plus Coating: Excellent wear resistance and heat resistance.
unit: inch
i Diameter Flute Length I O.AL. Shank Dia
ITEMS Order No. D1 L1 L2 D2
IA-125 1/8 3/8 1/8 2
IHA-187 3/16 7/16 3/16 2
[1A-250 1/4 5/8 1/4 2-1/2
HA-312 5/16 13/16 5/16 2-1/2
[HA-375 3/8 7/8 3/8 2-1/2
I1A-500 1/2 1-1/4 1/2 3
11A-626 5/8 1-5/8 5/8 3-1/2
unit: inch
D1 Tolerance D2 Tolerance
« TOLERANCE -
1/32 ~ 3/4 +0.000/ -0.0012 .1182 ~ 1.000 h6
>
m
pd
o
=
f=
L=
19}
//
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Semi-
Finishing

1 D2 |

"\, * 4 Flute Corner Radius for Stainless Steel, Titanium & Ti alloys, and High temp. alloy.

« FEATURES « Variable helix angle and unequal flute spacing offer great stability and anti-vibration.
* G-plus Coating: Excellent wear resistance and heat resistant.
_ unit: inch
: | S|
Diameter Corner R Flute Length O.AL. Shank Dia
ITEMS Order No. D1 | R L1 L2 D2
IIAR-125R020 1/8 0.02 3/8 2 1/8
IIAR-187R020 3/16 0.02 7/16 2 3/16
IIAR-250R020 1/4 0.02 5/8 2-1/2 1/4
IIAR-312R020 5/16 0.02 13/16 2-1/2 5/16
IIAR-375R020 3/8 0.02 7/8 2-1/2 3/8
IIAR-500R020 1/2 0.02 1-1/4 3 1/2
IIAR-625R020 5/8 0.02 1-5/8 3-1/2 5/8
_ unit: inch
™,
] D1 Tolerance D2 Tolerance
« TOLERANCE - - - -
1/32 ~ 3/4 +0.000 /-0.0012 .1182 ~ 1.000 h6
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+ FEATURES

D MILL

m IAES

Aluminum & Copper cutting series / 3 Flute / Square

D1

« ITEMS

- TOLERANCE

D2
« 3 Flute Square End for Aluminum.
= Helix Angle: 45°
« Planing, Slotting, and Side Milling.
« DLC-X Coating: Reduce friction coefficient and improve chip removal efficiency.
unit: inch
Diameter Flute Length O.AL. Shank Dia '
Order No. D1 L1 L2 D2
IAES 125 1/8 3/8 2 1/8
IAES 187 3/16 7/16 2 3/16
IAES 250 1/4 5/8 2-1/2 1/4
IAES 312 5/16 13/16 2-1/2 5/16
IAES 375 3/8 7/8 2-1/2 3/8
1AES 600 1/2 1-1/4 3 1/2
IAES 625 5/8 1-5/8 3-1/2 5/8
unit: inch
D1 Tolerance D2 Tolerance
1/32 ~ 3/4 +0.000/ -0.0012 .1182 ~ 1.000 h6
>
m
o
m
pd
o
=
f=
L=
n
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Aluminum & Copper cutting series / 3 Flute / Square

L2

™,

v
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. * 3 Flute Square for Aluminum.

V70

HARDENED STEELS HRC70 SERIES

« Recommended cutting condition for V70B

Hardened Steels

Hardened Steels

Hardened Steels

MATERIE SKD61 , SKT4 SKD11 , SKH51 SKH , HAP
HARDNESS ~HRC55 ~HRC6S ~HRC70
Radius SPEED FEED SPEED FEED SPEED FEED
(R) (min-1) mim /- min (minT) | mm / min (min-1y mm / min
R1.5 22000 2200 18000 1800 10500 850
R2 16500 2200 13500 1800 8000 850
R2.5 13400 2200 11000 1850 6400 850
R3 11300 2300 9100 1850 5500 850
R4 8600 2350 7000 1800 4100 850
R5 7000 2350 5600 1900 3200 850
R6 5800 2300 4700 1850 2700 850

« Recommended cutting condition for V7Z0R

« Depth of cut

e

HRC55

]
apl -4
H I 8e=03D1

Qe

|"'-!
ap :J b .
ae=0.18 D1

ae

ap [ ‘ '
? M l ae=0.15 D1

ap=010D1

HRCB65
ap=0.06 D1

HRC70
ap=0.05 D1

+ FEATURES » Helix Angle: 45°
« Planing, Slotting, and Side Milling.
_ unit: mm
Diameter Flute Length Shank Dia O.AL.
ITEMS Order No. D1 ‘ L1 D2 L2
IAE 125 1/8 3/8 1/8 2
|IAE 187 3/16 7/16 3/16 2
IAE 250 1/4 5/8 1/4 2-1/2
IAE 312 5/16 13/16 5/16 2-1/2
IAE 375 3/8 7/8 3/8 2-1/2
IAE 500 1/2 1-1/4 1/2 3
IAE 625 5/8 1-5/8 5/8 3-1/2
unit: inch
N D1 Tolerance D2 Tolerance
« TOLERANCE
1/32 ~ 3/4 +0.000 / -0.0012 .1182 ~ 1.000 h6

Hardened Steels

Hardened Steels

Hardened Steels

MATERIAL SKD61 , SKT4 SKD11, SKH51 SKS, SKH
HARDNESS ~HRC55 ~HRCB5 ~HRC70
Dia. SPEED FEED ‘ SPEED FEED SPEED FEED
(D1) (min") mm/min | (min) mm { min (min'") | mm/min
6 5050 420 . 4000 260 3500 . 200
8 3800 400 3000 250 2700 180
10 3050 360 2400 240 2100 160
12 2520 360 2000 230 1800 150

» Recommended cutting condition for V70E

+ Depth of cut

L7 ap=1D1
. a==0.03 D1
e

Hardened Steels

Hardened Steels

Hardened Steels

MEATERIAL SKD61, SKT4 SKD11 SKS , SKH
HARDNESS ~HRC55 ~HRCB5 ~HRC70
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) (min1) mm / min (min 1) mm / min {min 1) mm / min
6 13000 4600 6400 2400 4200 1450
8 10000 4600 4800 2400 3200 1450
10 7700 4600 4000 2400 2600 1450
12 6400 3800 3200 1900 2200 1200
16 4800 2900 2400 1400 1600 900

+ Depth of cut

oo

gy |

HRC55

ap<15D1

[ Oia aeqmm]

e —o".a—i
8 0.4

[0

0.6

12 0.6

18 0.8 |

HRCB5
aps1.5D1
[ Dia__ae(mm
| & 02
8 0.2
10 03
12 0.3
15 o8

HRC70
ap=1.0D1
Dia _ae(mm)|
& 0.1
8 .1
L 10 02
| 12 0.2 |
16 0.3
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227



(J:Xc/[oxeVh i HARDENED STEELS HRC65 SERIES

* Recommended cutting condition for QBMS

Carbon Steels . Alloy Steels Alloy Steels. Tool Steels

Hardened Steels + Depth of cut

MATERIAL SUSC, FC, FCD, SCM, S50C, SKS...  SCr, SNCM, SKD11 , SKDB, NAKD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60 j@'e
Radius SPEED FEED SPEED FEED SPEED FEED ‘ apl - ‘L l :Zzzfﬁf
(R) {min”1} mm J min (min) mm / min {min) mm/min |
R0.1 32000  500- 600 32000 400 - 500 25000 300 - 400 HRC45 |
R0.15 32000  500- 600 32000 400 - 500 25000 300 - 400 S
R0.2 32000  500- 600 32000 400-500 25000 300 - 400 |
R0.25 32000  600-700 32000 500 - 600 25000  400-500 @l h l 22222
R0.3 32000  600- 700 32000 500 - 600 25000 400 - 500 e
R0.35 32000  700- 800 32000 600-700 25000 500 - 600 -
R0.4 32000  900-1000 32000 800 - 900 25000 600 -700
R0.45 32000  1000-1100 32000 900-1000 25000 600 - 700

» Recommended cutting condition for QB, OBGS. QBN, QBX, QBHN, QBHX, QBLS.M.L, QBLSX.MX.LX

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels « Depth of cut

MASERIAL S45C, FC,FCD, SCM , S50C, SKS..  SCr, SNCM , SKD11, SKDB1 , NAKSO... SKD11
a
HARDNESS ~HRC30 ~HRC50 ~HRC60 :__g
Radius SPEED FEED SPEED FEED SPEED FEED ap ' AN
(R} (min) mm J min {minT) mm / min {min1) | mm / min ae=0.06R
R1 23000 2000 22000 1800 16000 900 HRC45 |
R1.5 16000 2000 15000 1800 11000 900 a6
R2 15000 2400 14000 2000 10000 1300 |-
A=t ap<0.02R
R3 17000 5500 14000 5000 9000 1500 CLY “ ' Aec003R
R4 12000 4000 9000 3000 6200 1400 s |
R5 9000 3500 7000 2800 5200 900 ——
R6 8000 2800 6500 1800 4300 800
RS 7000 2000 5000 1500 3300 700
» Recommended cutting condition for QBP
MATERIAL Alloy Steels . Tool Steels Alloy Steels. Tool Steels Hardened Steels « Depth of cut
SCr, SNCM , SKD'1, SKD61 , NAKSO... SKD61 SKD11 g
HARDNESS ~HRC30 ~HRC50 ~HRCB0 ap<0.04R
Radius SPEED FEED SPEED FEED SPEED FEED ae<0.06R
(R) {mim™) mm / min {min"1} mm / min (min"1} ‘ mm / min HRC45 |
& R1 45000 2000 18000 1500 12000 1200
p2 R1.5 42000 2000 18000 1500 12000 1200 s
3 R2 15000 3000 18000 1500 12000 1200 1
b= R3 13000 5000 11000 3500 8000 1700 ap [ ' Hps0.02%
R R4 9000 3000 8000 2000 4000 1400 “ EEER
8 R5 7500 2500 6500 1800 3500 1300 HRC45 1
Z 14 .
9 R=Radius
-
e
=

« Recommended cutting condition for QEMS

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut

WAIERAL S45C,FC,FCD,SCM,S50C, SKS..  SCr, SNCM , SKD11, SKD61, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
Dia. SPEED FEED SPEED FEED SPEED FEED Al
(D1} {min-1} | mm / min (min1) mm | min ] mm / min de=D1
0.2 40000 100 - 300 30000 80 - 250 15000 50 - 150 HRC45 |
0.3 40000 100 - 350 30000 80 - 300 15000 50 - 200 "
0.4 40000 100 - 400 25000 80 - 350 10000 50 - 250 >
0.5 40000 100 - 500 25000 80 - 400 10000 50 - 250 ap-[-" . ap=0.02 D1
0.6 38000 100 - 600 25000 80 - 500 8000 50 - 250 = aesD1
0.7 36000 100 - 700 20000 80 - 600 8000 50 - 250 (IRGEEN
0.8 34000 100 - 800 20000 80 - 700 8000 50 - 250
0.9 32000 100-1000 20000 80 - 800 8000 50 - 250
« Recommended cutting condition for QEB, QEBGS, QEBN
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut
S45C FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61, NAKSO... SKD11
ap
HARDNESS HRC30 HRC50 HRC60 W~
Dia. SPEED FEED SPEED FEED SPEED FEED u
(D1) (min™1) mmmin | (min) | mm /min | (min1) mm / min ‘ |—a—e—!
3 20000 2000 16000 1000 9000 500 D1 6mm . @p=1501 @e=0.02D1
4 19000 2000 12000 1300 6000 550 Di:onmA s LAl aedDt
5 13000 1800 10000 1400 5000 500
6 10000 3000 8000 1500 4500 700
8 _ 8000 3200 5000 1300 3500 600 ___‘ 4o
10 7000 3000 4500 1200 3000 500 m HRC45 f
12 5000 2000 4000 1100 2000 500 o
16 I 4000 1800 3500 1000 1800 450 e
.20 3500 1600 /3000 1000 1300 450 O o { dlp=1.3 sl i
3 20000 2000 20000 1200 16000 1200 CFl-Bmin ] Gpt SR e e bl
4 16000 2000 16000 1200 12000 1300
5 13000 1800 13000 1100 10000 1400 a
6 10000 3000 10000 2100 8000 1500 |
8 8000 2900 8000 1800 6000 1400 o] ‘
10 7000 2800 6000 1700 5000 1300 =
12 5000 2300 5500 1700 4500 1200
16 3500 1800 4500 1800 3500 1200 HRC45 | ap=02D1
20 3000 1400 3000 1500 2600 1100 ae=D1

» Recommended cutting condition for QEX

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut

MATERIEL 845C  FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0 I'E“E
Dia. SPEED FEED SPEED FEED SPEED FEED ‘ ap J, ‘
(D1) (min™) mm /| min (min ) | mm / min (minT} mm / min
3 9000 600 5500 310 3500 220 HRC45 |
4 6000 600 5000 400 2200 220
5 4800 750 4000 400 1700 240 |9-"".
6 4500 800 3800 420 1600 300 .
8 3500 820 2800 420 1000 300 ap | =
10 3000 820 1800 420 900 300
12 2000 820 1600 350 800 300 HRoa !
16 1500 650 1000 300 500 150
20 1200 600 900 300 400 150

aps0.1 D1 2
ae=D1 51
b=
@
O
o
ap<0.02 D1 %
ae=D1 =
o
Z
—
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« Recommended cutting condition for QELB

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

+ Depth of cut

MATERIAL 545C FC FCD,SCM,S50C,SKS..  SCr,SNCM, SKD11,SKD61, NAKAOD... SKD11 e
- J.ap ap=15D1
HARDNESS ~HRC30 ~HRC50 ~HRC&0 =
- ae=01D1
Dia. SPEED FEED SPEED FEED ‘ SPEED FEED [—1
(D1) {min1) mm / min (min1) mm | min {(min1y mm / min de
6 4500 800 3800 420 1600 300 FREARY
8 3500 820 2800 420 1000 300 ~Ta
10 3000 620 1800 420 900 300 1% a1
12 2000 820 1600 350 800 300 - ae=0.05 D1
A
HRC45 1

« Recommended cutting condition for QBF

« Recommended cutting condition for QRD, QRDGS, QRDN, QRHN, QRHX, QERC, QRHLX

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

R
R
- @p [ 2

NATERIAL S45C  FC,FCD,SCM,S50C  SKS..  SCr, SNCM, SKD11, SKDB1, NAKSO... SKD11
HARDNESS ~HRC30 ~HRCS50 ~HRCE0
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) {min-1} mm / min (min1) mim / min (min-1} mm / min
2 26000 1600 16500 1000 7500 300
3 19000 1800 12000 1200 5400 360
4 16000 3200 10000 1900 4800 480
5 14000 3300 8000 2000 3800 500
6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 12200 2700 750
10 7000 3400 4400 1700 2100 650
12 6000 2800 3600 1400 1800 600

» Recommended cutting condition for QEFAS

« Depth of cut

e
g

1.

=]

W

o

ae

R=Comer R

ap=0.02R
2es0.02R

HRC45 |

apsD1
2e=0.02 D1

HRC45 t

Alloy Steels . Tool Steels . Hardened Steels

230

MATERIAL S845C, SCM, S50C , SKS, SCr, SNCM , SKD11, SKD61 , NAK80
Radius(R) EFFECTIVE LENGTH SPEED (min'!) FEED mm / min DEPTH OF CUT @p (mm)
R0.26 4 30000 - 40000 200 - 650 0.015
6 30000 - 40000 200 - 650 0.013
RO0.3 4 27000 - 40000 180 - 650 0.025
| 6 27000 - 40000 180 - 650 0.015
RO.4 6 25000 - 40000 400 - 750 0.025
8 25000 - 40000 400 - 750 0.025
S 6 20000 - 32000 300 - 750 0.04
8 20000 - 32000 300 - 750 0.03
10 20000 - 32000 300 - 750 0.025
12 20000 - 32000 300 - 750 0.015
RO.6 8 22000 - 25000 500 - 600 0.05
12 22000 - 25000 500 - 600 0.03
e 8 18000 - 20000 350 - 550 0.07
12 18000 - 20000 350 - 550 0.04
16 18000 - 20000 350 - 550 0.03
20 18000 - 20000 350 - 550 0.02
RO.8 8 13000 - 18000 350 - 800 0.08
12 13000 - 18000 350 - 800 0.06
16 13000 - 18000 350 - 800 0.05
R1.0 8 12000 - 17000 500 - 900 0.1
12 12000 - 17000 500 - 900 0.1
16 12000 - 17000 500 - 900 0.07
20 12000 - 17000 500 - 900 0.04
R15 8 8000 - 11000 500 - 700 0.17
10 8000 - 11000 500 - 700 0.15
16 8000 - 11000 500 - 700 0.14
& 20 8000 - 11000 500 - 700 0.12
= 25 8000 - 11000 500 - 700 0.1
; R2.0 10 5000 - 8000 400 - 600 0.18
z 15 5000 - 8000 400 - 600 0.17
2 20 5000 - 8000 400 - 600 0.16
o 25 5000 - 8000 400 - 600 0.15
= 30 5000 - 8000 400 - 600 0.14
3
o)
z

+ Depth of cut

| 2
ap 'ZL‘ k .

R<1 ae<0.1R
R>1 ae<0.2R
R=Radius

Alloy Steels . Tool Steels . Hardened Steels

¢ Recommended cutting condition for QRFAS

MATERIAL S45C | SCM, 850C , SKS , SCr, SNCM , SKD11 , SKD61 , NAK80
Dia.(D1)  EFFECTIVE LENGTH SPEED (min™") FEED mm/min i DEPTH OF CUT ap (mm)
4 25000 1500 0.05
1 6 25000 1500 0.03
10 25000 1500 0.01
- 15000 1200 0.10
8 15000 1200 0.05
1.5 10 15000 1200 0.025
12 15000 1200 0.018
8 12000 900 0.20
2 10 8800 700 0.12
12 7500 600 0.05
16 7000 500 0.02
8 8000 600 0.50
12 8000 600 0.45
3 16 5500 450 0.18
20 4000 300 0.15
10 6000 400 0.70
16 6000 400 0.40

* Depth of cut

8e

-

ap

A

ae=D1

Alloy Steels . Tool Steels . Hardened Steels

MATERIAL $45C , SCM , S50C , SKS , SCr, SNCM , SKD11, SKD61 , NAK8O
Dia.(D1)  EFFECTIVELENGTH SPEED (min"!) FEED mm /min DEPTHOF SUT ap ()
4 30000 2200 0.15
; 6 30000 2200 0.12
8 30000 2200 0.12
10 30000 2200 0.12
4 25000 1800 0.20
s 6 25000 1800 0.18
8 25000 1800 0.15
10 25000 1800 0.15
12 25000 1800 0.15
8 20000 1500 0.30
; 10 20000 1500 0.30
12 20000 1500 0.25
16 20000 1500 0.25
8 12000 900 0.40
- 12 12000 900 0.40
16 12000 900 0.30
20 12000 900 0.30

« Depth of cut

(Be

‘ NOILIANOD ONILLND
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FOR HRC60 STEELS SERIES

* Recommended cutting condition for SBM. SBMV

Carbon Steels . Alloy Steels Alloy Steels. Tool Steels

Hardened Steels

MATERIAL S45C,FC,FCD, SCM, S50, SKS..  SCr, SNCM, SKD'1, SKDB1, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCB0
Radius SPEED FEED SPEED FEED SPEED FEED
(R) (min-1} mim / min {min-1) mm J/ min (min | mim / min
RO.1 32000 500 - 600 32000 400 - 500 25000 300 - 400
R0.15 32000 500 - 600 32000 400 - 500 25000 300 - 400
R0.2 32000 500 - 600 32000 400 - 500 25000 300 - 400
R0.25 32000 600 - 700 32000 500 - 600 25000 400 - 500
R0.3 32000 600 - 700 32000 500 - 600 25000 400 - 500
R0.35 32000 700 - 800 32000 600 - 700 25000 500 - 600
R0.4 32000 900 - 1000 32000 800 - 900 25000 600 - 700
R0.45 32000  1000- 1100 32000 900 - 1000 25000 600 - 700

* Recommended cutting condition for SB, SBK, SBX, SBLS.M.L, SBLSX.MX.LX

+ Depth of cut
de

I
~ i |

HRC45 |

% Jau l

HRC45 1
R=Radius

ap=0.06R
aes0.1R

ap=0.03R
2e<0.05R

« Recommended cutting condition for SBC, SBCX

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

MATERIAL 345C FC FCD,SCM, S50C,SKS..  SCr, SNCM, SKD11,SKD61, NAKSD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
Radius SPEED FEED SPEED FEED SPEED FEED
(R) {min-1} mm | min (min1) mm | min (min1) mm | min ‘

R1 23000 2000 22000 1800 16000 900

R1.5 16000 2000 15000 1800 11000 900

R2 15000 2400 14000 2000 10000 1300

R3 13000 3200 11000 2000 9000 1500

« Recommended cutting condition for SEA, SELA

« Depth of cut
Be

-
ap[ — u
e

ap[— u

R=Radius

HRC45 |
ap=<0.04R
aes0.06R
HRC45 t

ap=0.02R
2e<0.03R

Carbon Steels . Alloy Steels Alloy Steels. Tool Steels

Hardened Steels

MATERIAL S45C FC FCD,SCM,S50C,SKS..  SCr,SNCM,SKD11, SKD61, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
Radius SPEED FEED SPEED FEED SPEED FEED ‘
(R) (min1) mm / min (mint) | mm / min {min"1) mm J min
RO5 45000 2000 45000 1800 28000 1000
R1 23000 2000 22000 1800 16000 900
R1.5 16000 2000 15000 1800 11000 900
R2 15000 2400 14000 2000 10000 1300
R3 13000 3200 11000 2000 9000 1500
R4 9000 2300 8000 1500 6200 1400
R5 7500 1900 6500 1200 5200 900
R6 6300 1600 5500 1000 4300 800
RS 4500 1200 3800 800 3300 700

+ Recommended cutting condition for SBB

+ Depth of cut

ap]:j !H '

HRC45 |

e

ap ;::" l“ l

HRC45 t
R=Radius

ap=0.04R
ae<0.06R

ap=0.02R
ae=<0.03R

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

MATERIAL
S45C, FC FCD,SCM, S50C, 8KS..  SCr,SNCM, SKD11, SKDG1, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCB0
Radius SPEED FEED SPEED FEED SPEED FEED
(R) {min™1) mm / min {min™1) | mm / min (min~") | mm | min
R2 15000 3000 14000 2600 10000 1700
R3 13000 4000 11000 2600 9000 1900
8 R4 9000 2900 8000 1900 6200 1800
par R5 7500 2400 6500 1500 5200 1100
g R6 6300 2100 5500 1300 4300 1000
® R8 4500 1500 3800 1000 3300 900
2 R10 3700 1200 3200 750 2600 600
=
9
=
o
=

+ Depth of cut

Be

o1
ap :—/I u

HRC45 |

a

=8,
o
HRC45 t
R=Radius

ap=0.04R
ae=0.06R

ap<0.02R
2e<003R

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

+ Depth of cut

MENTERY S$45C,FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCB0 Fﬁ
= | D1<3 ap=0.15D1
Dia. SPEED FEED SPEED FEED SPEED FEED ap| .
(D1) {min1) mm | min ‘ (min™1) mm { min {minf) mm J min B D1=3 ap=025D1
1 20000 80 15000 45 11000 30 HRC45 | ae=D1
1.5 13600 135 10000 60 9000 40 5
2 9600 150 8500 50 6000 45 |‘ —f
3 6500 200 5800 75 4000 60 apr" h D1<3 ap=0.05D1
4 5500 250 4000 80 3200 60 =3
D1=3 ap=010D1
5 4500 300 3000 80 2500 70
6 4000 300 2500 80 2200 70 HRGAES g
8 3500 350 2200 90 1700 70
10 3000 400 2000 90 1500 70
12 2500 400 1500 100 1000 70
16 2000 400 1200 100 800 70
« Recommended cutting condition for SEB. SEK, SEX, SELB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut
545C FC FCD,SCM,S50C, SKS..  SCr,SNCM, SKD11, SKD61, NAKED... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC80 120 apst5D1
Dia. SPEED FEED SPEED FEED SPEED FEED 1 SR
(01) {min™1) mm / min {min-1) | mm / min (min 1y mm / min ‘ !E(;J
1 22000 400 18000 200 9000 140 HRC45 |
1.5 12000 500 11000 280 5200 150
2 10000 550 10000 280 4600 170 'Iap ap=D1
3 9000 600 5500 310 3500 220 . 260,05 DA
4 6000 600 5000 400 2200 220 —
5 4800 750 4000 400 1700 240 2e
6 4500 800 3800 420 1600 300 HRC45 f
8 3500 820 2800 420 1000 300
10 3000 820 1800 420 900 300
12 2000 820 1600 350 800 300
16 1500 650 1000 300 500 150
20 1200 600 900 300 400 150

*
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* Recommended cutting condition for SEM, SEMV

Carbon Steels . Alloy Steels Alloy Steels. Tool Steels

Hardened Steels

+ Depth of cut

« Recommended cutting condition for SEPC

Carbon Steels/Alloy Steels/Cast Irons

Pre-Hardened Steels

Stainless Steels

MANERAL S45C, FC,FCD,SCM, S50C, SKS..  SCr,SNCM, SKD11, SKD61, NAKSD... SKD11 .
(<]
HARDNESS ~HRC30 ~HRC50 ~HRC60 J
= ap{ ap=0.1 D1
Dia. SPEED FEED SPEED FEED SPEED FEED = ae<D1
(D1) {min-1} mm { min (min 1) mm / min {min-1} mm | min ‘
0.2 40000 100 - 300 30000 80 - 250 15000 50-150 HRC45 |
0.3 40000 100 - 350 30000 80 - 300 15000 50 - 200 g
0.4 40000 100 - 400 25000 80 - 350 10000 50 - 250 f| P
0.5 40000 100-500 25000 80 - 400 10000 50 - 250 ap| e
0.6 38000 100 - 600 25000 80 - 500 8000 50 - 250 i Agst
0.7 36000 100 - 700 20000 80 - 600 8000 50 - 250 HRC45 t
0.8 34000 100 - 800 20000 80 - 700 8000 50 - 250
0.9 32000 100-1000 20000 80 - 800 8000 50 - 250
* Recommended cutting condition for SEP
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels » Depth of cut
S45C ,FC,FCD,SCM, 850G, SKS..  SCr,SNCM, SKD11, SKD81, NAKSD.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60 Tap
Dia. SPEED FEED SPEED FEED SPEED FEED - HRC45 4
(D1) {min-1} mm / min (min1y mm / min (min"1) mm / min 'l___‘l
3 20000 2000 16000 1000 9000 500 D4 ?5?:1ml ap=15D1 @e=0.02D1
4 19000 2000 12000 1300 6000 550 D1 6mm 1 @p=15D1 @e=0.05D1
5 13000 1800 10000 1400 5000 500
6 10000 3000 8000 1500 4500 700 T
8 8000 3200 5000 1300 3500 600 | |1
10 7000 3000 4500 1200 3000 500 m HRC45
12 5000 2000 4000 1100 2000 500 (=
16 4000 1800 3500 1000 1800 450 s | ap=15D1 ae=0.01 D1
20 3500 1600 3000 1000 1300 450 D1 6mm7 ap=15D1 @e=0.02D1
3 20000 2000 20000 1200 16000 1200
4 16000 2000 16000 1200 12000 1300 e
5 13000 1800 13000 1100 10000 1400 e
8 10000 3000 10000 2100 8000 1500 a| ‘
8 8000 2900 8000 1800 6000 1400
10 7000 2800 6000 1700 5000 1300 HRC45 | ap<02 D1
12 5000 2300 5500 1700 4500 1200 2e=D1
16 3500 1800 4500 1800 3500 1200
20 3000 1400 3000 1500 2600 1100

* Recommended cutting condition for SEW

MOTERINL 55/545C/SCM/FC SKD11/5KD61 - SUS304/SUS316L:
Depth of cut ap:1.0D1 ae:0.501 ap:1.0D1 ae:0.3D1 ap:1.0D1 ae:0.2D1
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) {min~1) mm/min (min~1) mm/min (min=1) mm/min
2 19100 860 12740 380 9550 430
25 15280 915 10200 300 7640 460
3 12740 955 8490 765 6370 570
3.5 10920 980 7280 655 5460 570
4 9550 1140 6370 760 4780 570
45 8490 1020 5660 760 4250 640
5 7640 1030 5090 680 3800 680
- 6 6370 ) 1140 4250 640 3200 670
8 4780 1140 3180 480 2390 570
10 3820 1140 2550 460 1910 510
12 3180 950 2120 440 1590 470
MATERIAL Carbon Steelsfnlfoy Steels/Cast Irons Pre-Hardened Steels Stainless Steels
S5/545C/SCM/FC SKD11/5KD61 SUS304/SUS316L:
Depth of cut ap:1.001 ap:0.5D1 ap:0.3D1
" Dia.  SpeeD FEED SPEED FEED SPEED  FEED
(D1) {min~) mm,/min (min~) mm/min (min~") mm,/min
2 19100 510 12740 300 9550 345
25 15280 640 10200 240 7640 370
3 12740 660 8490 530 6370 450
35 10920 680 7280 460, 5460 450
4 9550 800 6370 530 4780 450
4.5 8490 710 5660 530 4250 510
5 7640 720 5090 470 3800 540
6 6370 800 4250 510 3200 530
8 4780 800 3180 380 2390 450
10 3820 800 2550 370 1810 400
12 3180 670 2120 350 1590 380

« Recommended cutting condition for SELD

« Depth of cut

dp 1/ ‘

de=D1

Carbon Steels . Alloy Steels Alloy Steels. Tool Steels

Hardened Steels

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

MATERIAL S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD81, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE&0
O
= Dia. SPEED FEED SPEED FEED SPEED FEED
:|| {D1) {min1} mm / min (min™) mm / min {min") mm / min
Z 3 22000 1800 16000 1300 10000 800
2 4 15000 1400 12000 1250 7000 700
e 5 13000 1600 10000 1400 6000 650
% 6 11500 1650 /8500 1300 5000 800
S 8 8000 1800 6500 1350 3500 700
o 10 7000 1800 5000 1400 2800 750
< 12 6000 1700 4000 1300 2300 650
16 3560 1500 3000 1250 1800 700
" 20 3000 1450 2500 1250 1500 780

» Depth of cut

___;ap ap=1.50D1
m e<0.4 D1
(.
de
HRC45 |
13 ap<15D1
. aes0.2 D1
~
HRC45 1

+ Depth of cut

MATERIAL S45C FC FCD,SCM,S50C SKS..  SCr,SNCM,SKD11,SKD61, NAKSO... SKD11
Ta
HARDNESS ~HRC30 ~HRC50 ~HRC60 d aps2.5D1
: - 2e=0.05 D1
Dia. SPEED FEED SPEED FEED SPEED FEED L
(D7) (min'!) mm { min {minT) mm / min {min-1} | mm / min A
4 2000 80 1700 70 700 30 HRC45 |
5 1800 110 1500 85 600 40 B
6 1500 110 1400 75 550 50 __J_ap ap<2D1
8 1300 110 1100 75 450 50 e~ 20,02 D
10 1000 110 800 75 300 50 [
12 900 110 700 75 250 40 as’
HRC45 !
« Recommended cutting condition for SHA
(@}
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels « Depth of cut 5
845C, FC,FCD, SCM,S50C, SKS..  SCr, SNCM,SKD11, SKD61 , NAKAO... SKD11 _ HRC30 g
ap
= apsD1 o
HARDNESS ~HRC30 ~HRC50 ~HRCE0 n 26<0.02 D1 o
Dia. SPEED FEED SPEED FEED SPEED FEED ] g
(D1) (min") mm / min {min1) mm / min (min™T) mm J min 2y . HRC50 o
6 12000 3000 8000 2000 5600 1400 # apeny -
8 9000 2400 6700 1900 3600 1200 ‘ 8e=0.015 1 CZ>
10 6900 2100 /5000 1600 3000 900 b
12 6000 2400 4300 1700 2400 1000 © - HRCED
16 4500 2100 2500 1000 1600 700 % apeot /
i aes0.01 D1
|;; Max 0.2mm 235



« Recommended cutting condition for SEZ

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

+ Depth of cut

« Recommended cutting condition for SBF . SBFV

Alloy Steels . Tool Steels . Hardened Steels

LA S45C , SCM, S50C, SKS, SCr, SNCM, SKD11, SKD61 , NAKS0
Radius(R) EFFECTIVE LENGTH SPEED (min'') ‘ FEED mm / min DEPTH OF CUT ap (mm)
4 30000 - 40000 200 - 650 0.015
R0.25 6 30000 - 40000 200 - 650 0.013
4 27000 - 40000 180 - 650 0.025
R0.3 6 27000 - 40000 180 - 650 0.015
6 25000 - 40000 400 - 750 0.025
RO.4 8 25000 - 40000 400 - 750 0.025
6 20000 - 32000 300 - 750 0.04
RO.5 8 20000 - 32000 300 - 750 0.03
10 20000 - 32000 300 - 750 0.025
12 20000 - 32000 300 - 750 0.015
8 22000 - 25000 500 - 600 0.05
R0.6 12 22000 - 25000 500 - 600 0.03
8 18000 - 20000 350 - 550 0.07
R0.75 12 18000 - 20000 350 - 550 0.04
16 18000 - 20000 350 - 550 0.03
20 18000 - 20000 350 - 550 0.02
8 13000 - 18000 350 - 800 0.08
R0.8 12 13000 - 18000 350 - 800 0.06
16 13000 - 18000 350 - 800 0.05
8 12000 - 17000 500 - 900 0.10
R1.0 12 12000 - 17000 500 - 900 0.10
16 12000 - 17000 500 - 900 0.07
20 12000 - 17000 500 - 900 0.04
8 8000 - 11000 500 - 700 0.17
R1.5 10 8000 - 11000 500 - 700 0.15
16 8000 - 11000 500 - 700 0.14
20 8000 - 11000 500 - 700 0.12
25 8000 - 11000 500 - 700 0.10
10 5000 - 8000 400 - 600 0.18
R2.0 15 5000 - 8000 400 - 600 0.17
20 5000 - 8000 400 - 600 0.16
25 5000 - 8000 400 - 600 0.15
30 5000 - 8000 400 - 600 0.14

* Recommended cutting condition for SEFA, SEFAV

« Depth of cut

da

ap;‘ l“ l

R<1 ae<0.1R
R=1 &e<02R

R=Radius

Alloy Steels . Tool Steels . Hardened Steels

MATERIAL
S45C , SCM , 850C , SKS , SCr, SNCM , SKD11 , SKD61 , NAKS0
Dia.(D1)  EFFECTIVE LENGTH SPEED (min™) FEED mm/min DEPTH OF CUT ap (mm) ‘

4 25000 1500 0.05

1 6 25000 1500 0.03

10 25000 1500 0.01

4 15000 1200 0.10

15 8 15000 1200 0.05
’ 10 15000 1200 0.025
12 15000 1200 0.018

8 12000 900 0.20

2 10 8800 700 0.12

12 7500 600 0.05

16 7000 500 0.02

10 8000 600 0.50

3 12 8000 600 0.45

16 5500 450 0.18

20 4000 300 0.15

25 6000 400 0.10

» Recommended cutting condition for SEF . SEFV

* Depth of cut

4

ae=D1

MARERIAL S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11,SKDG1, NAKSO... SKD11 ]
Tap __
HARDNESS ~HRC30 ~HRCS50 ~HRC60 i
ae<0.1 D1
Dia. SPEED FEED SPEED FEED SPEED FEED |—]
(D1) (minT) mm ! min (min-T) | mim / min (min-1) mm / min Qe
4 6000 600 5000 400 2200 220 HRC45 4
5 4800 750 4000 400 1700 240
6 4500 800 3800 420 1600 300 _ ___lap ap=D1
8 3500 820 2800 420 1000 300 . 8e=0.05 D1
10 3000 820 1800 420 900 300 lEéJ'
12 2000 820 1600 350 800 300 HRC45
« Recommended cutting condition for SRA, SRC
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels « Depth of cut
S45C FC FCD,SCM,S50C,SKS..  SCr,SNCM,SKD11,SKD61, NAKSO... SKD11
e,
HARDNESS ~HRC30 ~HRCS50 ~HRC60 /_;
Dia. SPEED FEED SPEED FEED SPEED FEED ‘ a"J.f . ap=0.3D1
(D1) (min™) | mm / min {min1) mm | min {min-1) mm / min ae=D1
3 7600 180 4800 120 2900 50 HRC45 |
4 6500 260 4000 160 2500 55 "
5 5500 270 3200 160 2000 60 |L"e-'
8 4800 300 2900 170 1800 70 B :
8 3700 325 2200 170 1500 85 Pl o
10 2900 280 1700 140 1100 70 HRCAS 1 .
12 2400 230 1400 120 1000 65
16 1800 170 1100 90 700 45
« Recommended cutting condition for SRW, SRB, SRD, SRDX, SRK, SERC, SERCX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels = Depth of cut
S45C ,FCFCD, SCM,S50C  SKS.. SCr,SMCM, SKD11, SKDB1, NAKED... SKD11
R
HARDNESS ~HRC30 ~HRC50 ~HRCB0 / R
ap[ l‘,/ ap=0.02R
Dia. SPEED FEED SPEED FEED SPEED FEED ' :. ’ aes0.02R
(D1) (min1) | mm / min {min1) | mm / min {min-1} mim / min .
L] HRC45 |
2 26000 1600 16500 1000 7500 300 EN
3 18000 1800 12000 1200 5400 360
4 16000 3200 10000 1900 4800 480 L
5 14000 3300 8000 2000 3800 500 I ey
6 12000 3600 7200 2200 3500 650 - SR
8 9600 4000 5600 2200 2700 750
Ae HRC45 t
10 7000 3400 4400 1700 2100 650
12 6000 2800 3600 1400 1800 600 R=Corner R
16 4500 2000 2800 1000 1400 450
« Recommended cutting condition for SRP
(@]
E MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels « Depth of cut
g S45C .FC FCD,SCM,S50C, SKS..  SCr,SNCM, SKD11, SKD61, NAKSO... SKD11 R
W A R
Q@ HARDNESS ~HRC30 ~HRC50 ~HRC6B0 L] Za Sp=b0-K
8 | ¥ ae00r
= Dia. SPEED FEED SPEED FEED SPEED FEED i
5 (D1) mic™) | mm/min (min!) | mm/min (min!) | mmimin 5 HRC45 |
- 6 12000 12000 8000 8000 5000 4000
g 8 10000 10000 8000 8000 6000 4800 Be,
10 7000 5000 6000 4000 4500 2000 =
12 5000 7000 4000 5000 3000 3000 % L apszf D1
N de=
R=Comer R

236

MATERIAL Alloy Steels . Tool Steels . Hardened Steels
S45C , SCM , S50C , SKS , SCr, SNCM , SKD11, SKD61 , NAK80
Dia.(D1)  EFFECTIVE LENGTH SPEED (min!) FEED mm /min DEPTH OF CUT ap (mm)

4 30000 2200 0.15

6 30000 2200 0.12

1 8 30000 2200 0.12
10 30000 2200 0.12

4 25000 1800 0.20

6 25000 1800 0.18

1.5 8 25000 1800 0.15
10 25000 1800 0.15

12 25000 1800 0.15

8 20000 1500 0.30

2 10 20000 1500 0.30
12 20000 1500 0.25

16 20000 1500 0.25

8 12000 900 0.40

3 12 12000 900 0.40
16 12000 900 0.30

20 12000 /900 030

+ Depth of cut

de

o
dap l/ ‘

ae=D1
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FOR HRCS55 STEELS SERIES

* Recommended cutting condition for BM

Carbon Steels . Alloy Steels Alloy Steels. Tool Steels

Hardened Steels

+ Depth of cut

* Recommended cutting condition for EM

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

« Depth of cut

MATERIAL 845C  FC,FCD,SCM,S50C , SKS..  SCr,SNCM, SKD11, SKD61, NAKSD... SKD11
HARDNESS ~HRC30 ~HRCS0 ~HRCB0 Be
Radius SPEED FEED SPEED FEED SPEED FEED ] aps0.06R
Ry (min-1} mm / min (mint) mm / min {min-1} mm { min apl—+ 8e<01R
RO0.1 32000 500 - 600 32000 400 - 500 25000 300 - 400 HRC45 | '
R0.15 32000 500 - 600 32000 400 - 500 25000 300 - 400
R0.2 32000 500 - 600 32000 400 - 500 25000 300 - 400 e
R0.25 32000 600 - 700 32000 500 - 600 25000 400 - 500 =
R0.3 32000 600 - 700 32000 500 - 600 25000 400 - 500 ap T; ; . ap=0.03R
R0.35 32000 700 - 800 32000 600 - 700 25000 500 - 600 H 2es0.05R
R0.4 32000 900 - 1000 32000 800 - 900 25000 600 - 700 HRC45 1
R0.45 32000 1000 - 1100 32000 900 - 1000 25000 600 - 700 R=Radi
=Radius
« Recommended cutting condition for BA, BS, BLS, BLM, BLL
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut
$45C FC,FCD,SCM,S50C, SKS..  SCr,SNCM,SKD11,SKD61, NAKEO... SKD11
de
HARDNESS ~HRC30 ~HRC50 ~HRCB0 [__'i
aps0.05R
Radius SPEED FEED SPEED FEED SPEED FEED apl gl ‘ P
R) {min"1} mm / min (min 1) mm / min {min1} | mim / min aes0.1R
R0.5 45000 800 35000 600 20000 200 HRC45 |
R1 23000 800 18000 600 10000 200
R1.5 16000 1000 12000 600 6500 200 Be
R2 12000 1000 9500 700 5000 300 ’J an i
R3 8000 1100 6000 700 3500 300 ap l s
aes0.06R
R4 6000 1200 5000 800 2500 350
R5 5000 1100 4000 800 2000 350 HRC45 t
R6 4000 1000 3000 700 1500 300 R=Radius
R8 3000 1000 2000 700 1000 300

» Recommended cutting condition for BB

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

MATERIAL
845C,FC,FCD,SCM, S50C, SKS...  SCr, SNCM, SKD11, SKD61, NAKSO... SKD11
8 HARDNESS ~HRC30 ~HRCS50 ~HRCEB0
:|| Radius SPEED FEED SPEED FEED SPEED FEED
= {R) (min1) mm / min (min"!) [ mm / min (min1) _ mm / min
R R2 12000 1200 9500 900 5000 400
8 R3 8000 1400 6000 900 3500 500
z R4 6000 1600 5000 1000 2500 600
g R5 5000 1400 4000 1000 2000 600
o R6 4000 1200 3000 900 1500 500
= R8 3000 1200 2500 900 1000 500
R10 2500 1000 2000 600 900 300

+ Depth of cut

8 S l ap=0.15R
apl
‘ u ¥ @e<0.04R
HRC45 |
|a§_
R l l ap=0.05R
apl — ’
u aes0.02R
HRC45 t
R=Radius

RATERML S45C, FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDE1, NAKSD... SKD11
de
HARDNESS ~HRC30 ~HRC50 ~HRCB0 A
= ap]- i ap=01D1
Dia. SPEED FEED SPEED FEED SPEED FEED ‘ L= aesD1
(D1) (minT) mm J min {min1) mm | min (min 1} mm / min
04 40000  100-400 25000  80-350 10000  50-250 HRC45 |
0.5 40000 100 - 500 25000 80 - 400 10000 50 - 250 4o
0.6 38000 100 - 600 25000 80 -500 8000 50-250 |h'“
0.7 36000 100 - 700 20000 80 - 600 8000 50 - 250 i : ap=0.02 D1
0.8 34000 100 - 800 20000 80 - 700 8000 50 - 250 @esD1
0.9 32000 100 - 1000 20000 80 - 800 8000 50 - 250 HRC45 t
* Recommended cutting condition for EA, ES, ELA
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut
S45C, FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11 , SKDB1 , NAKSD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60 ri’_ﬁ_
Dia. SPEED FEED SPEED FEED SPEED FEED ‘ap i | D1<3 @p=0.15D1
(D1) (minT) mm / min {min1) mm | min {min1} mm { min i—==
D1>3 ap=0.25 D1
1 20000 80 15000 45 11000 30 Tt )
1.5 13600 135 10000 60 9000 40 Aeii
2 9600 150 8500 50 6000 45 | ae
3 6500 200 5800 75 4000 60 "
4 5500 250 4000 80 3200 60  ap| B ol
5 4500 300 3000 80 2500 70 D1>3 ap=0.1D1
6 4000 300 2500 80 2200 70 HRC45 1 ae=D1
8 3500 350 2200 90 1700 70
10 3000 400 2000 90 1500 70
12 2500 400 1500 100 1000 70
16 2000 400 1200 100 800 70
* Recommended cutting condition for EB, ELB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut
S45C, FC,FCD, SCM, S50, SKS..  SCr, SNCM, SKD11 , SKDG1 , NAKSD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCB0 ___‘.a" ap<1.5D1
Dia. SPEED FEED SPEED FEED SPEED FEED a @e<01 D1
(D1) (min~1y mim J/ min {minT) mm | min ‘ {min-T} mm { min ‘ |~a—e_l
1 22000 400 18000 200 9000 140 HRC45 |
1.5 12000 500 11000 280 5200 150
2 10000 550 10000 280 4600 170 “Tap
3 9000 500 5500 310 3500 220 e Bl
4 6000 600 5000 400 2200 220 n A0
5 4800 750 4000 400 1700 240 '5;!
6 4500 800 3800 420 1600 300 HRC45 1
8 3500 820 2800 420 1000 300
10 3000 820 1800 420 900 300
12 2000 820 1600 350 800 300
16 1500 650 1000 300 500 150
20 1200 600 900 300 400 150

*
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« Recommended cutting condition for EC, EP

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

+ Depth of cut
MATERIAL S45C,FC,FCD, SCM, S50C, SKS..  SCr, SNCM , SKD11, SKD61, NAKSO... SKD11 “Tap
— ap=15D1
HARDNESS ~HRC30 ~HRC50 ~HRC60 m 2e<0.2 D1
Dia. SPEED FEED SPEED FEED SPEED FEED as’
(D1) (min1) mm | min {min) mim f min (min1) | mm / min JQE
3 8000 550(300) 5500  300(100) 3500 200 (95) ap<0.5 D1
4 6500 550(300) 4500 300(100) 2200 200 (95) ap_[f s
5 5000 800(400) 3600 350(120) 1800 210(100)
6 4000 800(400) 2800 350(120) 1500 210(110) HRC45 |
8 3500 800(400) 2600 350(120) 1300 210(100) a
10 2500 800(400) 2000 350(120) 1100 210(100) L%F ap<D1
12 1800 750(350) 1500 350(120) 700 210(100) m 26<0,05 D1
16 1400 700(300) 1000 300(100) 500 170 (70) La-;
( ):Grooving J--a_%
ap]' ap=0.05 D1
: aesD1
HRC45 1
« Recommended cutting condition for ELC
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels + Depth of cut
845C  FC,FCD,SCM,$50C SKS..  SCr,SNCM, SKD11, SKDB1, NAKSO.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
Dia. SPEED FEED SPEED FEED SPEED FEED apL ap=0.15 D1
(D1) {min1} mm / min {min) mm / min {min1) mm / min ! ae=D1
2 3000 25 1700 20 1000 15 HRC45 |
3 2300 35 1900 25 800 10
4 2000 45 1600 35 650 15 ;E—'a,
5 1800 40 1400 40 600 20 =
6 1700 60 1300 50 550 25 | | Sp=riziy
8 1300 60 1000 50 450 25 =01
10 1000 60 800 50 350 25 HRC45 T
12 800 60 700 50 300 25
* Recommended cutting condition for ELD
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels » Depth of cut
845C,FC,FCD,SCM, S50C, SKS..  SCr,SNCM, SKD11, SKDG1, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCB0 [ap ap<2.5 D1
Dia. SPEED FEED SPEED FEED SPEED FEED a e
(D1) {min~1} mim { min (min"T) mim / min {min-T) mm | min -a__J
2 3000 50 2500 40 1000 15 HRC45 |
o 3 2500 60 2000 50 800 20
5 4 2000 80 1700 70 700 30 --'[ap
= 5 1800 110 1500 85 600 40 -
z 6 1500 110 1400 75 550 50 L | @e<0.02 D1
a 8 1300 110 1100 75 450 50 3
o 10 1000 110 800 75 300 50 HRC45 1
% 12 900 110 700 75 250 40
= 16 800 95 500 70 150 20
g 20 500 80 400 60 120 20

* Recommended cutting condition for ED

Carbon Steels.. Stainless Steels Titainium
MASERAL S5/545C/SCM/FC SUS304/5US316L Ti6AL-4V
Depth of cut ap:1D1 ae:0.5D1 ap:1D1 ae:0.5D1 ap:1D1 ae:0.5D1
 Dia. Speed Feed Speed Feed Speed Feed
(D1) {min-1) mm/min {min-1) mm/min {min-1) mm/min
3 12730 1020 8490 440 8480 440
4 9550 1150 6370 500 6370 500
5 7640 1220 5095 510 5095 510
6 6370 1220 4250 510 4250 510
8 4780 1150 3185 550 3185 550
10 3820 1220 2550 580 2550 580
12 3180 1020 2125 510 2125 510
16 2390 960 1595 450 1595 450
Carbon Steels.. Stainless Steels Titainium
MATERIAL S5/545C/SCM/FC SUS304/SUS316L Ti6AL-4V
Depth of cut ap:1D1 ap:1D1 ap:1D1
Dia. Speed Feed Speed Feed Speed Feed
DOy 0 tmin  mm/min (min) mim/min _ minh mm/min
3 11450 580 7400 240 7400 240
4 8590 680 5600 250 5600 250
5 6870 750 4500 300 4500 300
6 5730 840 3700 330 3700 330
8 4300 820 2800 330 2800 330
10 | 3430 850 2200 i 340 2200 340
12 2860 760 1900 310 1900 310
16 2150 720 1400 280 1400 280

* Recommended cutting condition for EH

+ Depth of cut

P Side Milling

P Slotting
a

—
|
- e

ap |

|

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

« Depth of cut

MATERIAS- SA5C, FC, FCD, SCM , S50C, SKS..  SCr, SNCM , SKD1 , SKDB1 , NAKSO... SKD11
@ _
HARDNESS ~HRC30 ~HRC50 ~HRCE0 L .
3. ae=01D1
Dia. SPEED FEED SPEED FEED SPEED FEED =
(D1) (min1) mm | min {min"1) mm { min (min) mm { min de
6 5500 1000 4500 850 3800 650 HRC45 |
8 4000 1000 3500 850 3000 650
10 3300 1000 3100 850 2400 650 1% apsDi
12 3000 900 2500 700 2000 600 - 220,05 D1
16 2500 700 2000 550 1500 450 -
20 1800 550 1500 420 1200 380 HRCHST
* Recommended cutting condition for EHL
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels « Depth of cut
S45C, FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDG1 , NAKBO... SKD11 =
a
HARDNESS ~HRC30 ~HRC50 ~HRC60 o pDi =
' ae<0.01 D1 =
Dia. SPEED FEED SPEED FEED SPEED FEED ] z
(01) (min"1) mm / min {min"1) mm / min (min™1) mm / min ge o
6 1900 400 1500 300 1200 220 HRC45 | Q
8 1500 380 1100 280 900 200 e z
10 1200 360 850 260 750 190 1 apaapn 5__3:
12 1000 340 700 230 650 180 - 260,005 D1 =
16 750 280 550 200 450 150 [ z
20 600 240 450 170 350 120 HRCAS |
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« Recommended cutting condition for EG, EGA

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

MERERIAL 845C,FC FCD,3CM,850C,SKS..  SCr,SNCM, SKD11,SKD61, NAKSO... SKD11
HARDNESS ~HRC30 ~HRCS50 ~HRCB0
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) (min"1) mm { min {rmin1) mm / min {min1} | mm | min
6 5500 550 3000 310 1150 120
8 4600 550 2500 310 920 120
10 3700 550 2000 310 730 120
12 3000 500 1700 310 600 120
16 2300 520 1200 310 460 120
6 4400 440 2400 250 920 100
8 3600 440 2000 250 730 100
10 3000 440 1600 250 580 100
12 2400 440 1350 250 480 100
16 1800 440 960 250 370 100

« Recommended cutting condition for ET, ETL (Dia 1-4)

+ Depth of cut
Side Milling

ol
13 ap<15D1
m 2e<0.3 D1
l'aé"! HRC45 |
| 12 ap<p1
. @e<0.05 D1
e HRC45 1
de
Grooving
FE
== aps0.6 D1
ap == ge=D1
HRC45 |
8s,
J ap=0.2 D1
a [ = ae=D1
HRC451

« Recommended cutting condition for ERB, ERC

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

+ Depth of cut

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

il i 345C FC,FCD,SCM, S50C, SKS..  SCr,SNCM, SKD11,SKD61, NAKSD.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC80
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) {min-1} mm { min (min 1) mm / min {min1) mm |/ min ‘
1 12000 65 6800 40 2500 15
1.5 9600 70 5200 45 2000 15
2 7500 85 4000 48 1500 18
25 6800 100 3700 60 1700 20
4 3500 120 1800 60 600 20
6 2500 150 1600 80 550 25
8 2000 150 1200 80 450 25
10 1500 150 1000 80 350 25

» Recommended cutting condition for ERA

+ Depth of cut

|3 aps25D1
ae=0.02 D1

Ae
HRC45 |

1 ap<2 501
ae<0.01 D1

ae
HRC45 t

MATERIAL
S45C, FC,FCD, SCM, S50, SKS..  SCr, SNCM, SKD11 , SKD61 , NAKSD... SKD11
R
= o oy d R
HARDNESS HRC30 HRC50 HRC60 ap . b SR
Dia. SPEED FEED SPEED FEED SPEED FEED ’];. ’ aes0.02R
(D1) (min1) mm J min {min1) mm | min (min-1} mm { min | _| HRC45 |
3 9500 450 6000 290 3600 120 ae
4 8000 800 5000 480 3200 160
5 6800 820 4000 500 2500 170 :
6 6000 900 3600 530 2300 220 l  apsD1
8 4600 1000 2800 530 1800 250 220,02 D1
10 3500 850 2200 420 1400 220 = HRC45 1
12 3000 720 1800 350 1200 200
16 2300 520 1400 250 900 150 R=Corer R
« Recommended cutting condition for BF
MATERIAL Alloy Steels . Tool Steels . Hardened Steels * Depth of cut
S45C , SCM , S50C , SKS , SCr, SNCM , SKD11 , SKD61 , NAKS0
Radius(R) EFFECTIVE LENGTH SPEED (min") FEED mm / min DEPTH OF CUT  ap (mm) ‘ .
6 20000 - 32000 300 - 750 0.04 =2
RO 8 20000 - 32000 300 - 750 0.03 11
10 20000 - 32000 300 - 750 0.025 ap '
12 20000 - 32000 300 - 750 0.015 u
8 18000 - 20000 350 - 550 0.07
RO.75 12 18000 - 20000 350 - 550 0.04 R<l @e<0.1R
16 18000 - 20000 350 - 550 0.03 5t BEAGUR
20 18000 - 20000 350 - 550 0.02 c
8 12000 - 17000 500 - 900 0.10 R=Radius
R1.0 12 12000 - 17000 500 - 900 0.10
16 12000 - 17000 500 - 900 0.07
20 12000 - 17000 500 - 900 0.04
8 8000 - 11000 500 - 700 0.17
R1.5 10 8000 - 11000 500 - 700 0.15
16 8000 - 11000 500 - 700 0.14
20 8000 - 11000 500 - 700 0.12
25 8000 - 11000 500 - 700 0.10
10 5000 - 8000 400 - 600 0.18
R2.0 15 5000 - 8000 400 - 600 0.17
20 5000 - 8000 400 - 600 0.16
25 5000 - 8000 400 - 600 0.15
20 5000 - 8000 400 - 600 0.14

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

Hardened Steels

MATERISL S45C FC,FCD,SCM, S50C, SKS..  SCr SNCM,SKD11,SKDE1 , NAKSO... SKD11

HARDNESS ~HRC30 ~HRC50 ~HRC8&0
8 Dia. SPEED FEED SPEED FEED SPEED FEED
:|| (D1) _{n‘ﬂr!"_) | mm/min (rﬂin_‘1_} | mm/min _(m_i_n_-‘)_ mm / min
= 3 7600 180 4800 120 2900 50
® 4 6500 260 4000 160 2500 55
9 5 5500 270 13200 160 12000 60
=z 6 4800 300 2900 170 1800 70
g 8 3700 325 2200 170 1500 85
o 10 2800 280 1700 140 1100 70
= 12 2400 230 1400 120 1000 65

16 1800 170 1100 90 700 45
242

+ Depth of cut

|_a!‘3
ap| _ aps<0.3 D1
ae=D1
HRC45 |
dea
|———4
ap| _ aps0.15 D1
ae=D1
HRC45 f

« Recommended cutting condition for EFA

Carbon Steels . Alloy Steels

Alloy Steels . Tool Steels

Hardened Steels

NGBt S45CFC, FCD, SOM, S50, SKS... SO, SNCM SKDI1, SKDB . NAKED.. SKD11
Dia.(D1)  EFFECTIVE LENGTH SPEED (min™") FEED mm/min DEPTH OF CUT ap (mm)
4 25000 1500 0.05
1 6 25000 1500 0.03
10 25000 1500 0.01
+ 15000 1200 0.10
1.5 8 15000 1200 0.05
10 15000 1200 0.025
12 15000 1200 0.018
8 12000 900 0.20
2 10 8800 700 0.12
12 7500 600 0.05
16 7000 500 0.02
8 8000 600 0.50
3 12 8000 600 0.45
16 5500 450 0.18
20 4000 300 0.15
4 10 6000 400 0.7
16 6000 400 0.4

+ Depth of cut

NOILIANOD ONILLND
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TITANIUM & STAINLESS CUTTING SERIES

* Recommended cutting condition for SBBIV

Carbon Steels

* Recommended cutting condition for SEPIV

Alloy Stecle/cast rons Pre-Hardened Steels Stainless Steels Titanium Alloys  Superalloy « Depth of cut MATERIAL Stainless Steels Titanium alloy Inconel 718 * Depth of cut
Material
SS/S45C/SCM/FC SKD11/SKD61-++ SUS304/SUS316L---  Ti6AL-4V:-- Inconel 718+ Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 side Milling
a L]
D ¢ ap:0.25-1.2mm ap0.25-1.2mm ap:0.25-1.2mm ap:0.25-1.2mm ap:0.13-0.6mm = Dia. SPEED FEED SPEED FEED SPEED FEED
epth of cut ae:0.75-3mm ae:0.75-3mm ae:0.75-3mm 3e:0.75-3mm 2e:03-1.2mm el (D1) {min°1) | mm / min (min"T) mm / min {min!) mm { min "Iap
> apl=d . g
Radius SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED “ - 6 4600 590 4600 590 2600 230 m
(R) (min")  mm/min (min™)  mm/min  {min”)  mm/min (min ) mm/min (min) mm/min = 8 3500 560 3500 560 2000 220 y
R15 19100 2900 19100 2900 12740 1500 12740 1500 3180 254 10 2700 535 2700 535 1600 200 O
12 2400 520 2400 520 1400 170
14330 2500 14330 2500 9550 1350 9550 1350 2390 191 16 1700 450 1700 450 1000 130
R2.5 11460 2230 11460 2230 7640 1180 7640 1180 1810 191 20 1400 450 1400 450 800 100
R3 9550 1800 9550 1900 6370 1110 6370 1110 1590 160
= = > MATERIAL Stainless Steels Titanium alloy Inconel 718
7160 1700 7160 1700 4780 1080 4780 1080 1190 140 « Slotti
Depth of cut ap=0.5D1 ae=1D1 ap=02D1 ae=1D1 ap=02D1 ae=1D1 otting
R5 5730 1600 5730 1600 3820 1030 3820 1030 960 135 e
3 Dia. SPEED FEED SPEED FEED SPEED FEED | »
R6 4780 1590 4780 1590 3190 1020 3190 1020 800 110 (D1) {min) mm J min (min") mm / min (min™1) mm { min =
" a
6 3000 375 2600 335 1200 105 g J-/‘
8 2200 360 2000 320 900 20
10 1800 335 1600 310 750 80
12 1500 330 1300 300 600 70
« Recommended cutting condition for SEIV 16 1100 290 1000 250 450 50
20 900 290 800 250 360 40
MATERIAL Stainless Steels Titanium alloy Inconel 718 * Depth of cut
Depth of cut ap=1D1 a==0.05D1 ap=1D1 a==0.05D1 ap=1D1 a==0.05D1
Dia. SPEED FEED SPEED FEED SPEED FEED + Side Milling « Recommended cutting condition for SIBVY
(D1) (min") | mm / min (min’!) mm / min {miny mm / min ----fap
6 X 4600 590 4600 580 12600 230 | e MATERIAL Stainless Steels Titanium alloy Inconel 718 « Depth of cut
8 3500 560 3500 560 2000 220 |- Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1
10 2700 535 2700 535 1600 200 Ha ai SPEED FEED SEED FEED o — + Side Milling
ia.
12 2400 520 2400 520 1400 170 (D1) {min1) mm / min (min ) mm / min ‘ (min™) mm / rmin ‘ '_-]—ap
16 1700 450 1700 450 1000 130 P 4600 740 4600 740 2600 290
= HE = e = = = s 3500 700 3500 700 2000 275 -
MATERIAL Stainless Steels Titanium alloy Inconel 718 Stoti 10 2700 670 2700 670 1600 250 Qe
. otin
Depth of cut ap=0.5D1 ae=1D1 ap=0.2D1 ae=1D1 ap=0.2D1 ae=1D1 g 12 2400 650 2400 650 1400 210
ey 16 1700 560 1700 560 1000 160
Dia. SPEED FEED SPEED FEED SPEED FEED 'l 20 1400 560 1400 560 800 120
(D1) {min1} mm { min {min1) mm { min (min") | mm / min apI
6 3000 375 2600 335 1200 105 E MATERIAL Stainless Steels Titanium alloy Inconel 718 —
8 2200 360 2000 320 900 90 Depth of cut ap=0.5D1 ae=1D1 as=02D1 ae=1D1 ap=02D1 ae=1D1 otting
L 1800 338 1600 310 720 80 Di SPEED FEED SPEED FEED SPEED FEED |§_a_
1a.
i 1500 430 1300 300 600 70 (D1) (min"T) mm / min (min~") mm / min ‘ (min") mm / min ‘ =
- H 1 a
;g 1;33 zzg 1233 ggg ::g ig 6 3000 470 2600 420 1200 130 P] &
8 2200 450 2000 400 900 110
10 1800 420 1600 390 750 100
12 1500 410 1300 370 600 85
16 1100 360 1000 310 450 60
20 900 360 800 310 360 50
« Recommended cutting condition for SEPS
9] Carbon Steels.. Alloy Steels.Tool Steels Stainless Steels « Depth of B . O
c MATERIAL . epeh of cut = » Recommended cutting condition for SHAIV o
:|| S5/545C/SCM/EFC SCr.SNCM.SKD11.5KD61.NAKBO- - SUS304/5U5316/TibAL-4V.. > Slotting — :“
= Dia. . ) o =
5 _ oy e e W am W o an| ‘ e Stainless Steels Titanium alloys Superalloy - Depth of cut z
O 3 11000 770 9100 400 7700 350 SUS304/5U5316L.. Ti6AL-4V.. Inconel 718.. (@}
O o
=z 4 8400 1000 6700 500 5600 370 Diameter (D1} ap(mm) Depth of cut ap:D1 ae:0.05D1 ap:D1 ae:0.0501 ap:D1 ae:0.05D1 p— z
. . ae wiin
C_—J| g 7000 1000 2300 300 4500 il 3 1.5 Dia. SPEED FEED SPEED FEED SPEED FEED g g
— 6 5600 1000 4500 540 3700 400 4 20 (D1) (min~") mimn,/min (min~") mim,/min (min~) mim/min —T a —
g 8 4200 900 3400 500 5800 420 ; ig 6 4250 920 3700 800 2100 320 | WL CZ>
10 4000 800 2700 440 2300 470 ) 40 2 | =00 /908 2800 = 1600 200 L |
12 2800 700 2300 400 1900 460 10 5.0 10 2550 760 2200 670 1300 260 E—é -
“ | 16 2100 600 1700 350 1400 340 :2 :g 12 2100 840 1850 740 1100 230 ¢ >4
2 4 4 20 1800 500 1400 280 1100 270 = 6:0 16 1600 740 1400 640 800 180 2 45



* Recommended cutting condition for SEGIV

* Recommended cutting condition for SIW

MATERIAL SUS304/SUS316L TiBAL-4V Inconel 718 + Depth of cut
Depth of cut ap=1D1 ae=0.3D1 ap=1D1 ae=0.3D1 ap=1D1 ae=0.2D1
= Side Milling
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) (min"1) | mim J min (min"T) | mm / min {min-1} | mm{min ‘ "Iap
6 2650 210 1590 125 1060 65
8 1980 240 1200 120 800 50 E ;
10 1590 255 960 155 640 50 ac
12 1330 240 800 160 530 55
16 990 200 600 130 400 50
20 800 165 480 110 320 50
MATERIAL SUS304/SUS316L TiBAL-4V Inconel 718 .
Depth of cut ap=1D1 ae=D1 ap=0.5D1 ae=D1 2p=0.3D1 ae=D1 : S'm;'"g
Dia. SPEED FEED SPEED FEED SPEED FEED ‘ i'_?
(D1) {min™) | mm / min {min~1) | mm / min (min) | mm/min | ==
6 2650 210 1580 125 1060 65 e J-/‘
8 1990 240 1200 120 800 50
10 1580 255 960 155 640 50
12 1330 240 800 160 530 55
16 990 200 600 130 400 50
20 800 165 480 110 320 50
» Recommended cutting condition for SRIPY
MATERIAL Stainless Steels Titanium alloy Inconel 718 + Depth of cut
Depth of cut ap=1D1 ae=0.05D1 ap=1D1 a==0.05D1 ap=1D1 a==0.05D1
+ Side Milling
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) {min-1} | mm / min {min1) | mm J min {min""} mm / min ‘ ----:ap
6 4600 590 4600 580 2600 230
8 3500 560 3500 560 2000 220 o
10 2700 535 2700 535 1600 200 ae
12 2400 520 2400 520 1400 170
16 1700 450 1700 450 1000 130
20 1400 450 1400 450 800 100
MATERIAL Stainless Steels Titanium alloy Inconel 718 )
Depth of cut ap=0.5D1 ae=1D1 ap=0.2D1 ae=1D1 ap=0.2D1 ae=1D1 ’ S'°:'"g
Dia. SPEED FEED SPEED FEED SPEED FEED ‘ ;"a".
(D1} min™) | mm/min (min1y | mm / min {min") | mm / min =
O 6 3000 375 2600 335 1200 105 2 1-/ ‘
E' 8 2200 360 2000 320 900 90
= 10 1800 335 1600 310 750 80
% 12 1500 330 1300 300 600 70
e 16 1100 290 1000 250 450 50
% 20 200 290 800 250 360 40
o
_|
o
=z
246

Alloy Stociicactwons Pre-Hardened Steels ~ Stainless Steels  Titanium Alloys Superalloy « Depth of cut
MATERIAL SS/S45C/SCM/FC SKD11/5KD61-- SUS304/SUS316L- Ti6AL-4V-- Inconel 718--- i .
Depth of cut  apIDl 20201 apDl ae0201  apDl ae02D1  apiiDl 2e01D1  apiDl 200501 Sid€ M'"'E?
Dia. SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED SPEED  FEED | _J_ap
(D1) (min~1) mm/min (min~Y)  mm/min {min~)  mm/min {min~T) mm/min (min~")  mm/min e
£l 12730 1530 8490 510 6370 440 6370 440 3200 90 "
4 9550 1530 6370 510 4780 500 4780 500 2400 96 ae
: 5 7640 1530 5100 510 3820 510 3820 510 1910 96
6 6370 1530 4250 680 3180 510 3180 510 1505 96
8 4780 1530 3180 760 2390 550 2320 550 11985 100
10 3820 1530 2550 710 1910 580 1910 580 955 110
12 3180 1270 2120 590 1590 510 1580 510 800 96
16 2390 1145 1590 510 1190 450 1190 450 600 96
20 1910 1070 1270 460 955 410 955 410 480 96
Alloy Stocicactwons Pre-Hardened Steels ~ Stainless Steels  Titanium Alloys Superalloy - ‘Siatiing
MATERIAS 55/545C/SCM/FC SKD11/SKD&1 -+ SUS304/SUS316L:- TiBAL-4V-++ Inconel 718-+ E_lfe
Depth of cut ap:1D1 ap:0.5D1 ap:0.5D1 ap:0.1D1 ap:0.0501 ==
Dia. SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED SPEED  FEED ap Jl./
(D1) {min-1) mm,/min (min-T) mm/mirn {min=T) mm/min (min-T) mm/min (min-1}  mm/min
3 11450 590 6660 270 5830 200 5830 200 2880 35 S it
4 8590 680 5040 320 4380 200 4380 200 2160 43
5 6870 750 4050 360 3500 240 3500 240 1720 48
6 5730 840 3330 400 3700 270 3700 270 1440 56
8 4300 820 2520 410 2190 270 2190 270 1080 50
10 3430 850 1980 420 1750 280 1750 280 860 48
12 2860 760 1710 370 1460 250 1460 250 720 46
16 2150 720 1260 340 1095 220 1095 220 540 43
20 1710 680 990 320 875 215 875 215 430 41
« Recommended cutting condition for SIRW
A“ﬂ:;g:,';%::ﬁmns Pre-Hardened Steels  Stainless Steels  Titanium Alloys Superalloy - Depth of cut
MATERIAL SS/S45C/SCM/FC SKD/NAK SUS304/SUS316L--+ Ti6AL-4\/-- Inconel 718--- . .
Depth of cut  ap15D1 20201  apD] 2e005D1  ap:ID1 ae0.1D1  ap08D1 2e005D1 ap08DI ae00SD1 Side M'"'fs_'
Dia. SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED __]'..a"
(D1) {min-1) mm/min {min-T) mm/min {min-1) mm/min {min-1) mm/min {min-T) mm/min i
2 19900 1200 11150 800 10350 415 10350 415 5890 190 '
3 13270 1330 7430 595 6900 550 6900 550 3930 250 !_Eit;l
4 9950 1180 5570 670 5180 520 5180 520 2950 240
5 7960 1270 4460 625 4140 500 4140 500 2360 230
6 6630 1460 3710 670 3450 520 3450 520 1960 300
8 4970 1390 2780 700 2590 465 2590 465 1470 280
10 3980 1270 2230 625 2070 480 2070 480 1200 250
12 3320 1260 1860 560 1730 450 1730 450 980 220
A"u:;:::{;,.?;::ﬁmns Pre-Hardened Steels ~ Stainless Steels  Titanium Alloys Superalloy
MATERIAL SS/S45C/SCM/FC SKD11/SKD61 - SUS304/SUS316L:-- Ti6AL-4V-- Inconel 718--- Slotti
« Slotting O
Depth of cut ap:0.8D1 ap:0.2D1 ap:0.4D1 ap:0.201 ap0.1D1 ae S
Dia. SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED  SPEED  FEED ,J -
(D1) {min-T) mm/min {min-1) mm/min {min-T) mm/min {min-T) mm/min (min-T) mm/min ap l ﬁ T
2 17500 700 8760 420 9550 230 9550 230 4780 115 £ 0]
3 11670 700 5840 420 6370 230 6370 230 3180 115 8
4 8750 700 4380 350 4780 215 4780 215 2390 105 de=D1 =
5 7000 840 3500 420 3820 230 3820 230 1910 115 g
6 5840 840 2920 410 3180 240 3180 240 1590 120 5
8 4380 875 2190 395 2390 215 2390 215 1190 104 =
10 3500 880 1750 370 1910 230 1910 230 950 115
12 2920 800 1460 350 1590 215 1580 215 800 105
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ALUMINUM & COPPER CUTTING SERIES

« Recommended cutting condition for DB, DBX

Aluminum Aluminum alloy Aluminum alloy
I ERVEE 1070 2014 /4032 / 5052 / 6061 / 7075 ACB85

Radius SPEED FEED SPEED FEED SPEED FEED
(R) (min~1) mrm / min (min") mm / min (min~1) _ mm { min
RO.5 50000 2300 37000 2000 50000 1400
R0.75 50000 3000 28000 2000 50000 1800
R1 44000 4000 18500 2000 44000 2500
R1.5 28000 4000 11500 2000 28000 2500
R2 22000 4000 8800 2000 22000 2500
R3 16000 4000 6400 2000 16000 2500
R4 12000 4000 4800 2000 12000 2500
R5 10000 4000 4000 2000 10000 2500
R6 8000 4000 3200 2000 8000 2500

« Recommended cutting condition for DEA, DEB

+ Depth of cut

‘ Ae.
EPIJ y aps0.1R
aes0.2R

R=Radius

+ Recommended cutting condition for DEL

Aluminum Aluminum alloy Aluminum alloy + Depth of cut
AR 1070 20144032 /5052 / 6061/ 7075 ACB85
Dia. SPEED FEED ‘ SPEED FEED SPEED FEED ‘ J
(D1} {min"!) mm / min {min1) mm / min {min"t} ! mm | min 4
2 37000 2000(800) 16000 850(350) 20000 1100(450) . s
3 35000 2000(900) 14000 850(450) 18000 1100(550) e
4 26000 2000(1100) 11000 850(550) 13000 1100(660)
5 21000 2000(1100) 9000 850(550) 10000 1100(660) ae
6 17000 2000(1100) 7000 850(550) 9000 1100(660) J P
8 13000  2000(1100) 5500 850(650) 7000 1100(800) ap| _ ap<0.1D1
10 11000 2000(1300) 4400 850(650) 5500 1100(800) " =01
12 8800 2000(1300) 3600 850(800) 4500 1100(800)
16 6500 2000(1100) 3000 850(550) 3500 1100(900)
{ ):.Grooving
« Recommended cutting condition for DEC, DED, DEDP, DEDX
Aluminum Aluminum alloy Aluminum alloy + Depth of cut
BATERIAE 1070 2014 /4032 / 5052 / 6061 / 7075 ACB85
Dia. SPEED FEED SPEED FEED SPEED FEED e aps15D1
(D1) (min ™) _ mm { min (min-1} mm / min (min) | mm / min !
2 37000 2400(650) 16000 1000(380) 20000 1300(500) SR
3 35000 2400(1050) 14000 1000(500) 18000 1300(600) ae’
4 26000 2400(1200) 11000 1000(600) 13000 1300(720)
[ 21000  2400(1200) 9000 1000(600) 10000 1300(720) 36
6 17000 2400(1200) 7000 1000(600) 9000 1300(720) J
o 8 13000 2400(1200) 5500 1000(700) 7000 1300(880) 2| apsD1
= 10 11000 2400(1400) 4400 1000(700) 5500 1300(880) ’ ae=D1
= 12 8800 2400(1400) 3600 1000(880) 4500 1300(880)
% 16 6500 2400(1200) 3000 1000(600) 3500 1300(1000)
= 20 5300 2400(1200) 2200 1000(600) 2500 1300(700)
% { YGrooving
9
_|
0
z
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Aluminum Aluminum alloy Aluminum alloy « Depth of cut
MEAERIAL 1070 2014 /4032 / 5052 / 6061 / 7075 ACB85 P
Dia. SPEED FEED SPEED FEED SPEED FEED ‘ JE .
(D1) (min) mm / min (min) | mm / min {minT mm / min Z
2 30000  600(500) 15000 250(250) 18000 300(300) a 0]
3 26000 600(500) 11000 250(250) 13500 300(350) :éél
4 20000 600(550) 8500 250(250) 10000 300(350)
5 15600 600(550) 6700 250(200) 8000 300(350) ae
6 13500 600(550) 5500 250(200) 6700 300(350) |"
8 10000 600(600) 4200 250(200) 5000 300(350) | 5 ap=0.6 D1
10 7500 600(600) 3300 250(200) 4000 300(350) il ae=D1
12 6700 '600(600) 2700 250(200) 3400 300(350)
16 5000 600(500) 2300 250(200) 2500 300(350)
20 4000 600(500_) 1700 250(200) 2000 300(350)
( )_'Grooving
« Recommended cutting condition for DEPVV, DEPWS
Aluminums Aluminum Alloys Aluminum Alloy Castings » Depth of cut
MATERIAL A1050/A1070 A2017/A5052/A7075 AC/ADC ; -
+ Side Milling
Depth of cut ap:1.5D1 ae:0.3D1 ap:1.5D1 ae:0.3D1 ap:1.5D1 ae:0.3D1
o ninh s i vt pibe vinin % aps2501
3 20000 3600 20000 3000 20000 3600 . ae=0.15 D1
4 20000 3600 20000 3000 19900 3600 by
5 20000 3600 17200 3000 15920 3600 B
6 15920 3340 14330 3000 13270 2790
8 11940 2860 10750 2580 9950 2380
10 9550 2580 8600 2400 7960 2150
12 7960 2390 7160 2150 6630 1990
Aluminums Aluminum Alloys Aluminum Alloy Castings )
MATERIAL A1050/A1070 A2017/A5052/A7075 AC/ADC * Slotting
Depth of cut ap:1.0D1 2e:0.3D1 ap:1.0D1 ae:0.3D1 ap:1.0D1 ae:0.3D1 39.
Eg?- SPEED FEED SPEED FEED SPEED FEED ap'J'/ ' aps0.6 D1
1) Tmin) rm/min i) mm/min {min)  mm/min — 20-D1
3 18000 2700 19100 2700 14860 2700
4 15920 2300 15920 2300 11140 2300
5 12740 2300 14000 2000 8920 1600 de=D1
6 10620 1910 11670 1750 7430 1330
8 7960 1910 8750 1750 5570 1330 (C)
10 6370 1720 7000 1680 4460 1200 :‘1
12 5300 1590 5840 1570 3710 1110 =
@
(@}
o
pd
=)
ﬁ
o
=z
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¢ Recommended cutting condition for DEG

ey 20\ @l EXCHANGEABLE HEAD END MILLS SERIES

* Recommended cutting condition for EX2SB (HRC30~HRC60)

MATERIAL

Aluminum Alloys
A2017/A5052/A7075

Aluminum Alloy Castings

AC/ADC

Depth of cut

ap:1D1 ae:0.5D1

ap:1D1 ae:0.5D1

Dia. SPEED FEED SPEED FEED
(D1) {min~") mm/min {min-1) mm,/min

6 32000 9200 16000 3700

8 24000 9000 12000 3600

10 18000 8200 9000 3200

I 12 15000 7800 7600 3000
16 11500 7200 5700 2900
Aluminum Alloys Aluminum Alloy Castings

MATERIAL
A2017/A5052/A7075 AC/ADC
Depth of cut ap:1D1 ap:1D1

Dia. SPEED FEED SPEED FEED
(D1} {min) mm,/min (min-1) mm/min
6 32000 7400 116000 3000

8 24000 7200 12000 2900

10 18000 6500 9000 2600

12 15000 6200 7600 2500

16 11500 5800 5700 2300

« Recommended cutting condition for DRC

+ Depth of cut

* Side Milling

Tap

de

* Slotting
e

=0

ap| ‘

de=D1

HRC30 - HRC60

i R Ol SPEEDmin' | FEEDmm/min |
EX2SB 1010 RS 150 6000 1200
EX2SB 1212 R6 150 5500 1500
EX2SB 1212 R6 200 4000 1000
EX2SB 1616 R8 150 5500 2000
EX2SB 1616 R8 200 3800 1000
EX2SB 2020 R10 150 4800 2000
EX2SB 2020 R10 200 4000 800
EX2SB 2020 R10 250 2600 500

+ Recommended cutting condition for EX2SRD (HRC30~HRC60)

Depth of cut: 0.15mm

HRC30 - HRC60

NOILIANOD ONILLND
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Aluminum Aluminum alloy Aluminum alloy
MATERIAL 1070 2014 / 4032/ 5052 / 6061 / 7075 ACB85
Dia. SPEED FEED SPEED FEED SPEED FEED
(D1) (min™1) mm J/ min (min") ‘ mm / min (min™1) mim / min
3 25000 1000 25000 1000 9000 350
4 18000 1200 18000 1200 7000 400
5 15000 1300 15000 1300 6000 450
6 12000 1400 12000 1400 5000 500
8 9000 1500 9000 1500 4000 550
10 7000 1800 7000 1800 3000 600
12 6000 1900 6000 1900 2500 650
16 4500 1900 4500 1900 1500 650
3 25000 800 25000 800 8000 350
4 18000 800 18000 800 7000 400
5 15000 900 15000 800 6000 450
6 12000 1000 12000 1000 5000 500
8 9000 1000 2000 1000 4000 550
10 7000 1200 7000 1200 3000 600
12 6000 1300 6000 1300 12500 650
16 4500 1300 4500 1300 1500 650

= Depth of cut

a
P aps1.5D1

‘ ae<0.1D1

ap[" aps0.2 D1
2 ae=D1

e Ne. D% B Qe SPEEDmin? | FEEDmm/min
EX2SRD 1005 10.0x 0.5 150 5800 1000
EX2SRD 1205 12.0x 0.5 150 5500 1200
EX2SRD 1205 12.0x 0.5 200 4000 350
EX2SRD 1605 16.0 x 0.5 150 5000 2000
EX2SRD 1605 16.0x 0.5 200 3800 800
EX2SRD 2010 200x 1.0 150 4500 2000
EX2SRD 2010 20.0x 1.0 200 3800 800
EX2SRD 2010 200x 1.0 250 2600 400

« Recommended cutting condition for EX2SEB (HRC30~HRC60)

Depth of cut: 0.15mm

HRC30 - HRC&0

ftem No. D OAL SPEEDmin? | FEEDmm /min
EX2SEB 1010 10.0 150 5000 800
EX2SEB 1212 12.0 150 4800 1000
EX2SEB 1212 12.0 200 3800 400
EX2SEB 1616 16.0 150 4200 1000
EX2SEB 1616 16.0 200 3600 400
EX2SEB 2020 20.0 150 4200 1500
EX2SEB 2020 20.0 200 3200 600
EX2SEB 2020 20.0 250 2500 300

Depth of cut: 0.15mm

251
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THREAD MILLING SERIES

« Recommended cutting condition for EMT

Tool Dia (mm) / Feed f (mm/tooth)

Work Hardness Vc
(HRC) (m/min) 55 3.1 ‘ 3.6 ‘ 4.0 ‘ 5.0 ‘ 7.0 10.0 | 14.0
HRC45-55 5060 0015 002 0025 003 0035 005 0055 007 0.1
HRC55-60 40-50 0012 0015 002 0025 003 0035 004 005 008

« Recommended cutting condition for EMTS

Work Hardness Ve

Tool Dia (mm) / Feed f (mm/tooth)

mi
(HRC) (mitni) 3.5 31 3.8 | 5.95
HRC45-55 50-60 0.015 0.02 0.025 0.035
HRC55-60 40-50 0.012 0.015 0.02 0.03
« Recommended cutting condition for EMTF
Work Hardness Ve Tool Dia (mm) / Feed f (mmi/tooth)
s
(HRE) ndimin) 235 ‘ 31 ‘ 3.8 465 | 595 ‘ 7.8 | 9.0
HRC45-55 50-60 0.015 0.02 0.025 0.03 0.035 0.05 0.055
HRC55-60 40-50 0.012 0.015 0.02 0.025 0.03 0.035 0.04

CHAMFERING SERIES

« Recommended cutting condition for ECMP

Carbon Steels/Cast Irons Alloy Steels Stainless Steels Aluminum Alloys
MATERIAL
S5/S45C/FC SCM/SKD SUS304/5Us316L-- A2017/A5052/A7075
Cutting Speed (V) 50~80 m/min 35~60 m/min 20~40 m/min 100~150 m/min
Dia, fz fz fz fz
(D1) mm,/min mm/min mim,/min mim/min
4 0.03~0.04 0.02~0.03 0.015~0.03 0.04~0.07
6 0.03~0.04 0.02~0.03 0.015~0.03 0.04—~0.07
8 0.03~0.07 0.03~0.05 0.025~0.05 0.07~0.09
10 0.03~0.07 0.03~0.05 0.025~0.05 0.07~0.09
12 0.03~0.07 0.03~0.05 0.025~0.05 0.07~0.09

fz = Feed per Tooth

O  * Recommended cutting condition for ECMV
c
_|
= Carbon Steels/Cast Irons Alloy Steels Stainless Steels Aluminum Alloys
= MATERIAL :
® S5/545C/FC SCM/SKD SUS304/5US316L- A2017/A5052/A7075
8 Cutting Speed (V) 50~80 m/min 35~60 m/min 20~40 m/min 100~150 m/min
% Dia. fz fz fz fz
= (D1) mm/min mm,/min mm,/ rmin mm/min
o) 4 0.03~0.04 0.02~0.03 0.015~0.03 0.04~0.07
e 6 0.03~0.04 0.02~0.03 0.015~0.03 0.04~0.07
8 0.03~0.07 0.03~0.05 0.025~0.05 0.07~0.09
10 0.03~0.07 0.03~0.05 0.025~0.05 0.07~0.09
12 0.03~0.07 0.03~0.05 0.025~0.05 0.07~0.09
252 fz = Feed per Tooth

1/4P Internal

18P External

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

CARBIDE DRILLS SERIES

+ Recommended cutting condition for CD CDA CDB CDAC CDBC

Carbon Steels . Alloy Steels

Alloy Steels . Tool Steels

Hardened Steels

MATERIAL S45C FC,FCD,SCM.S50C,SKS..  SCr,SNCM, SKD11, SKDE1, NAKSO... SKD11

HARDNESS HRC35 HRC45 HRCSS

DIAMETER Ve FEED Ve FEED ‘ Ve FEED

(m { min) (mm / rev.) {m/ min) (mm [ rev.} (m { min) (mm/ rev.)
2 110-140 0.05-0.08 85-115 0.05-0.07 25-50 0.02-0.03
3 110-140 0.12-0.15 85-115 0.08-0.11 25-50 0.04-0.48
4 110-140 0.16-0.20 85-115 0.10-0.15 25-50 0.05-0.06
5 110-140 0.16-0.20 85-115 0.10-0.15 25-50 0.05-0.06
6 110-140 0.20-0.24 85-115 0.12-0.18 25-50 0.06-0.08
8 110-140 0.25-0.30 85-115 0.16-0.23 25-50 0.08-0.11
10 110-140 0.31-0.32 85-115 0.20-0.30 25-50 0.10-0.12
12 110-140 0.31-0.38 85-115 0.20-0.30 25-50 0.10-0.12
16 110-140 0.40-0.48 85-115 0.25-0.38 25-50 0.12-0.15
20 110-140 0.50-0.65 85-115 0.30-0.48 25-50 0.16-0.20
» Recommended cutting condition for CDC CDCC
MATERIAL Carbon Steels . Alloy Steels  Alloy Steels . Tool Steels Hardened Steels
§45C FC FCD,SCM, S30C,SKS..  SCr,SNCM,SKD11, SKD61, NAKSD... SKD11
HARDNESS HRC35 HRC45 HRCSS
DIAMETER Ve FEED Ve FEED | Ve FEED
{m { min) (mm { rev.) (m / min} (mm / rev.) {m { min) (mm / rev.)

_3 110-1_4_0 008-011 85-1 15_ O,QB-Q,_QB 25-5Q 0,02-0,0_3
& 110-140 0.10-0.15 85-115 0.06-0.11 25-50 0.03-0.04
5 110-140 0.10-0.15 85-115 0.06-0.11 25-50 0.03-0.04
6 110-140 0.12-0.18 85-115 0.08-0.15 25-50 0.05-0.06
8 110-140 0.16-0.23 85-115 0.11-0.18 25-50 0.06-0.07
10 110-140 0.20-0.30 85-115 0.14-0.24 25-50 0.07-0.08
12 110-140 0.20-0.30 85-115 0.14-0.24 25-50 0.08-0.10

CARBIDE REAMERS SERIES

¢ Recommended cutting condition for CRA

Ve (m/min) Feed (mm/rev)
Dia. Carbon Steels, Alloy Steels, Dia. Carbon Steels, Alloy Steels,
(mm) Alloy Steels Tool Steels (mm) Alloy Steels Tool Steels
~HRC40 HRC45~ ~HRC40 HRC45~

2.0 14 8 2.0 0.05 0.04
3.0 14 8 3.0 0.08 0.06
4.0 14 8 4.0 0.10 0.08
5.0 14 8 5.0 0.10 0.08
6.0 14 8 6.0 0.12 0.10
8.0 14 8 8.0 0.16 0.12
10.0 14 8 10.0 0.20 0.16
12.0 14 8 12.0 0.20 0.16

NOILIANOD ONILLND

253



Ball Nose End Milling Real Diameter

(Ad) Depth Of Cut (mm)

Cutting Speed (V)

Appropriate Cutting Speed should be decided by parameters such as
tool material, diameter, length of cut, work material, cutting machine,
rigidity of tool holder, machining configuration, accuracy, cutting fluid,

and etc.

Generally tool material and work material are main factors to determine

the Cutting Speed.

Cutting Speed (m/min)

Feed per Tooth (fz)

Feed per Tooth is an important element for efficient machining which

should be determined by parameters such as tool diameter,type, work
material, cutting machine, rigidity of tool holder, machining configuration,

accuracy and cutting depth.

Feed per tooth (mm/tooth)

Work Materials : Diameter(mm)
Carbide | Coated Carbide 2-Flutes 4-Flutes
Carbon Steels (S50C) 2040 4080 1 0.001--0.005
Alloy Steels (SCM.SKD) 20~33 33-60 6 0.02-0.04 0.01-0.03
Prehardened Steels (NAKHPM) 15-30 30-50 10 0.04-0.08 0.03-0.06
Stainless Steels (SUS304) 5-20 10-~30 20 0.08~0.12 0.06-0.1
Hardened Steels (SKD61.HRC60) - 2040

Comparison Table of Hardness

Ball : R Dia. 0.01 0.02 0.03 0.04 0.05 008 01 015 02 03 0.5 0.8 1.0 20 3.0
0.1 0.2 0.087 0.12 0.143 0.16 0.173 0.196 0.2 ——— mm——— —— ————— mmmm e | e e
0.2 0.4 0.125 0.174 0.211  0.24 0.265 0.32 0.35  0.39 0.4 e m————— mm—— e
0.3 0.6 0.154 0.215 0.262 0.299 0.332 0.41 045 0.52 0.57 0.6 mmmmemmmmee e e s
0.4 0.8 0.178 0.25 0.304 0.349 0.387 048 0.53 062 069 077 077 - c—mr  commem oo
0.5 1 0.199 0.28 0.341 0.392 0.436 0.54 0.6 0.71 0.8 0.92 1 m——— mm——— — —

1 2 0.282 0.398 0486 056 0624 078 087 1.05 1.2 143 173 1.96 2 BT ——
1.5 3 0.346 0.488 0597 0.688 0.768 097 1.08 1.31 1.5 1.8 224 265 283 283 -

2 4 0.399 0.564 0.69 0.796 0.889 1.12 1.25 152 174 211 265 3.2 3.46 4 —

2.5 5 0.447 0.631 0.772 0.891 0995 1.25 1.4 121 1.96 | 2.37 3 3.67 4 4.9 4.9

3 6 0.489 0.692 0.846 0.977 1.091 1.38 154 187 215 262 332 408 447 566 6

4 8 0.565 0.799 0.978 1.129 1.261 1.59 1.78 2.17 2.5 3.04 3.87 4.8 529 | 693 | 7.75

5 10 0.632 0.894 1.094 1.262 1411 178 1.99 243 2.8 3.41 436 543 6 8 9.17

6 12 0.693 0979 1.198 1.383 1.546 1.95 218 | 267 | 3.07 | 3.75 4.8 599 663 894 10.39

7 14 0.748 1.058 1.295 1.495 167 2.1 236 288 3.32 405 5.2 6.5 7.21 9.8 11.49

8 16 0.8 1.131 1.384 1.598 1.786 2.26 252 308 356 434 557 697 7.75 1058 1249

9 18 0.848 1.199 1.468 1.695 1895 239 268 3.27 377 461 592 7.42 825 11.31 1342
10 20 0.894 1.264 1.548 1.787 1.997 2.52 282 345 398 48B6 6.24 7T.84 872 12 14.28

8, < |
Calculation of Real Dia. ~ d=2+/Ad (D-Ad) i Y777 L
» ! l.q_ T Cutting Depth
Spindle Speed Table Thosot g 80
Dia V (m/min)

] 20 30 40 50 60 70 80 90 100 120 150 180 200 250 300
0.5 12740 19110 25480 31850 38220 44590 50960 57320 63690 76430 95540 114650 127390 159240 191080
0.6 10620 15920 21230 26540 31850 37150 42460 47770 53080 63690 79620 95540 106160 132700 159240
0.7 9100 13650 18200 22750 27300 31850 36400 40950 45500 54590 68240 81890 90990 113740 136490
0.8 7960 11940 15920 19900 23890 27870 31850 35830 39810 47770 59710 71660 79620 99520 119430
0.9 7080 10620 14150 17690 21230 24770 28310 31850 35390 42640 53080 63690 70770 88460 106160

1 6370 9550 12740 15920 19110 22290 25480 28660 31850 38220 47770 57320 63390 79620 95540

2 3180 4780 6370 7960 9550 11150 12740 14330 15920 19110 23890 28660 31850 39810 47770

3 2120 3180 4250 5310 6370 7430 8490 9550 10620 12740 15920 19110 21230 26540 31850

4 1590 2390 3180 3980 4780 5570 6370 7170 7960 9550 11940 14330 15920 19900 23890

5 1270 1910 2550 3180 3820 4460 5100 5730 6370 7640 9550 11460 12740 15920 19110

6 1060 1590 2120 2650 3180 3720 4250 4780 5310 6370 7960 9550 10620 13270 15920

8 800 1190 1590 1990 2390 2790 3180 3580 3980 4780 5970 7170 7960 9950 11940
10 640 960 1270 1590 1910 2230 2550 2870 3180 3820 4780 5730 6370 7960 9550
12 530 800 1060 1330 15980 1860 2120 2390 2650 3180 3980 4780 5310 6630 7960
14 450 680 910 1140 1360 1590 1820 2050 2270 2730 3410 4090 4550 5690 6820
15 420 640 850 1060 1270 1490 1700 1910 2120 2550 3180 3820 4250 5310 6370
16 400 600 800 1000 1190 1390 1590 1790 1990 2390 2990 3580 3980 4980 5970
20 320 480 640 800 960 1110 1270 1430 1580 1910 2390 2870 3180 3980 4780
25 250 380 510 640 760 890 1020 1150 1270 1530 1910 2290 2550 3180 3820

Cutting Speed \'/

mxDxN

1000

Spindle Speed N

Feed F =
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Feed per Tooth fz=

V+mw+Dx1,000

NxfzxZ
F

NxZ
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Calculation for Cutting Speed, Spindle Speed and Feed

V = Cutting Speed (m/min)

7= = 3.14 The Circular Constant
D = Diameter (mm)

N = RPM (min")

F = Feed (mm/min)

fz = Feed per Tooth (mm/tooth)

Z = Number of Flutes

Selection of Number of Flute
2 3 4 6

Fles Flutes Flutes Flutes

©) O X
Side Milling O ©

Generally 2-flutes and 3-flutes are selected for
slotting because of the larger chip pocket.
4-flutes and 8-flutes are recommended for side
milling as no problem of chip disposal.

Slotting

Rockwell Hardness Diamond Pyramid Brinell Hardness Rockwell Hardness Shore Scleroscope Approx Tensile
Hardness Number, Standard 10mm 2
C Scale 150kg Brale Vickira Ball 20.42kN A Scale 60kg Brale Hardness Number Strength N/fmm
(HRC) (HV) (HB) (HRA) (HS)

68 940 - 85.6 a7 -
67 900 B 855 95
66 865 - 84.5 92 -
65 832 - 839 91 .
64 800 - 83.4 88 -
63 772 828 a7 -
62 746 - 82.3 85 -
61 720 - 81.8 83 -
60 697 - 81.2 81 -
59 674 - 80.7 80 -
58 653 80.1 78 -
57 633 - 79.6 76 -
56 613 B 79.0 75 -
55 595 - 78.5 74 2079
54 577 - 78.0 72 2010
53 560 . 77.4 71 1952
52 544 500 76.8 69 1883
51 528 487 76.3 68 1824
50 513 475 75.9 67 1755
49 498 464 75.2 66 1687
48 484 451 74.7 64 1639
47 471 442 74.1 63 1578
46 458 432 73.6 62 1530
45 446 421 73.1 60 1481
44 434 409 72.5 58 1432
43 423 400 72.0 57 1383
42 412 390 71.5 56 1334
41 402 381 70.9 55, 1294
40 392 371 70.4 54 1245
3ag 382 362 69.9 52 1216
38 372 353 69.4 51 1177
37 363 344 68.9 50 1157
36 354 336 68.4 49 1118
35 345 327 67.9 48 1079
34 336 319 67.4 47 1059
33 az27 311 66.8 46 1030
32 318 301 66.3 44 1000
31 310 294 65.8 43 981
30 302 286 65.3 42 952
29 294 279 64.7 41 932
28 285 271 64.3 41 912
27 279 264 63.8 40 883
26 272 258 63.3 38 863
25 266 253 62.8 38 843
24 260 247 62.4 37 824
23 254 243 62.0 36 804
22 248 237 61.5 35 785
21 243 231 61.0 35 775
20 238 226 60.5 34 755
(18) 230 219 - 33 736
(16) 222 212 - 32 706
(14) 213 203 - 31 677
(12) 204 194 - 29 647
(10) 196 187 - 28 618
(8) 188 179 - 27 598
(6) 180 171 B 26 579
(4) 173 165 - 25 549
(2) 166 158 - 24 530
(0) 160 152 - 24 520
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Factors for End Mill Operation

Factor

Rigidity of Machine

Collet Chuck and
Runout of End Mill

Work Clamp

Cutting Fluid and Chips

Selection of End Mill

Cutting Conditions

Overhang of End Mill
from tool holder

Instruction and Advice

1.Use a right machine.

2.Adjust cutting conditions according to the rigidity of machine.

1.Use a right and precise collet chuck.
2.Minimize the runout of end mill.

1.Work piece must be firmly clamped.

2.In case work piece cannot be firmly clamped, relieve cutting condition.

1.Give a sufficient cutting fluid.

2.Recommend water-base cutting fluid for heavy cutting.

3.Some end mills apply dry cutting only.

4.Use air blow for dry cutting.
5.Remove chips from working area.

1.Select most suitable end mills according to work material and dimension.

2.Refer to the index table on front page.

1.Refer to recommended milling condition table.

2.1t is necessary to adjust conditions according to the machine rigidity and clamping condition of work piece.

1.0verhang of end mill must be as short as possible from tool holder.
2.In case overhang cannot be shorten, relieve cutting condition.

Troubleshooting for End Mill Operation

NOILIANOD ONILLND
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Symptoms of troubles

Chattering

Breakage of end mill

Chipping of cutting edge

Abnormal wear

Clogging and Depositing

Deflection of end mill

Burr on finished surface

Poor surface roughness

Poor machining accuracy

Cause

Excessive spindle speed

‘Excessive feed

-Excessive long of effective length or overhang of end mill
“Work piece is not firmly clamped

‘Wear of cutting edge progressed

-Excessive chucking runout

‘Excessive depth of cut

-Chips clogged

-Excessive feed per tooth

‘Wear of cutting edge progressed

‘Excessive depth of cut

Excessive feed

‘Work piece is not firmly clamped

-Excessive spindle speed

‘Excessive long of effective length or overhang of end mill

‘Wear of cutting edge progressed

‘When processing, the workpiece will be dissolved
then stick on the tool flute

Excessive cooling

-Excessive spindle speed
-Tool low feed

-Chips are not well disposed
‘Excessive feed

-Excessive depth of cut
‘Inappropriate number of flute
“Wear of cutting edge progressed

Excessive feed

‘Excessive depth of cut

-Excessive long of effective length or overhang of end mill
‘Large helix angle of flutes

“Wear of cutting edge progressed
*Small helix angle of flutes
‘Excessive depth of cut

‘Wear of cutting edge progressed

-Chips bite

‘Excessive feed

-Excessive long of effective length or overhang of end mill
-Too low spindle speed

-Stock removals vary for finishing

Excessive chucking runout

‘Inconsistent thermal extension of spindle
-Stock removals vary for finishing
‘Excessive feed

‘Excessive chucking runout

Solution

‘Reduce spindle speed

‘Reduce feed

-Adjust effective length and overhang as short as possible
-Clamped work piece firmly

‘Use new end mill or regrind

-Adjust chucking runout

‘Reduce depth of cut

-Adjust coolant nozzle to right direction to dispose chips
‘Reduce feed per tooth

‘Use new end mill or regrind

‘Reduce depth of cut

‘Reduce feed

-Clamped work piece firmly

‘Reduce spindle speed

-Adjust effective length and overhang as short as possible
-Use new end mill or regrind

Choose appropriate coating

‘Use air blow or oil mist

‘Reduce spindle speed
‘Increase feed

-Adjust coolant nozzle to right direction to dispose chips
‘Reduce feed

‘Reduce depth of cut

‘Use fewer flutes end mill

‘Use new end mill or regrind

‘Reduce feed

‘Reduce depth of cut

-Adjust effective length and overhang as short as possible
‘Use smaller helix angle

‘Use new end mill or regrind
‘Use smaller helix angle
‘Reduce depth of cut

‘Use new end mill or regrind

‘Use coolant to remove chips

‘Reduce feed

-Adjust effective length and overhang as short as possible
‘Increase spindle speed

Improve semi-finishing process

-Adjust chucking runout

‘Warm up spindle by idling before starting operation
‘Improve semi-finishing process

‘Reduce feed

-Adjust chucking runout
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