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About GESAC
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Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a Sino-foreign joint
venture with national high-tech, affiliated with XTC, which is one of six major rare earth groups
in China. GESAC is committed to research & development, production and professional
solutions providing of high-quality tungsten powder materials, cemented carbide, precision
cutting tools and other tungsten products. Up to now, GESAC has become world-famous
manufacturer and supplier of tungsten powder, cemented carbide and precision cutting tools
products.

With the Integrated Product Development of complete tungsten industry chain, as well as
a pragmatic and innovative management concept, GESAC has always maintained a strong
momentum of development, providing the cost effective tungsten powder products and
services for global users, offering the excellent products and perfect solutions for solving high
hardness, high temperature resistance and wear resistance topics. Our brand "Golden Egret"
has become one of the leading brand in the market, enjoying famous reputation in more than
40 countries and regions.

GESAC owns three production bases, three overseas sales branches and one R&D center.
We undertook and completed several development programs independently, including
the “National Science and Technology Support Programs” , the “National Torch Program
Projects” , and the "National Key Projects” and so on. GESAC was awarded as "Key Enterprise
for Strategic Emerging Industry ", “Innovative Enterprise" and "Enterprise with Advanced
Technology ".
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T REEFH

Cermet Turning Inserts

TREMEFHMSNA—K

Application Summary of Grades for Cermet

o TZRRTHE. K. IRETEME. ETEstAE BT T L.
Widely used in valve, shafts, auto parts. medical equipment and general
machinery industry.

o ERRE-FRINTERR  MaiAADER  DREES.
General chip-breaker design for semi-finishing, double-rake angle, smooth chip
breaker, improve the cutting edge.

S EREEHIBSGPI1ITM @
Uncoated cermet : GP91TM

o BEQF. MMEEMERIRY , i NS EBEFHIGPIITM, GP31TMIES |, Al
ERBEFHIERATR.
Including QF series, MM series and other regular series with new grades for Cermet
such as GP91TM, GP31TM cover most working conditions of steel turning.

* SHAITEEF I EETIM | SRS INL.
Achieving stability and long tool life with excellent wear resistance and fracture
resistance.

« ERTHEETEL
Suitable for medium and high speed application.

e Ao T T E RN VIl NEW
Coated cermet : GP31TM

- SEEERE  BERTEL.
Low friction coefficient and improved wear resistance greatly.

* RIFAITAAERIT LA

Provide excellent heat resistance and toughness




Y0EI7JE | CUTTING TOOLS G-PAK18.1 G-PAK18.1 CUTTING TOOLS | {JHITIE
St 2E s
EREMEFHIFTE—R
Overview of Turning Inserts for Cermet
L EiS) R INTEE AR 80°%H 55°% 90°IE/5H 60°IE=FF 355 80°751F
Geometry Features Application Range Cross Section Geometry 80° Rhombic 55° Rhombic 90° Square 60° Triangle 35° Rhombic 80° Trigon
ap (]
« RAOFRLIRFTIREE .
* BAESURIT, RETAE R S NEEEE
TP - SITE S IRE XA E MRS :
R « Smooth chip breaker design, improve . P ’
Positi the cutting edge 15
OSIlive | . over pattern design, stable placement. 1
Arrowhead chip breaker, good chip o9
@ control under blg cutting depth 0 0.050.1 0.150.2 0.250.3 0.35 n_4F[—/ :
CCMT-TP DCMT-TP TCMT-TP VAMT-TP
W, KR RFATIREE el
* BRMESURIT ZAERAE R S 25
TP - SiHTE S RE AR ETEIERE 2
15 P
e « Double-rake angle, smooth chip breaker | ’ l
N ti design, improve the cutting edge ol
€gative| ., oyer pattern design, stable placement.
Arrowhead chip breaker, good chip 0 0 o0 nzemes
@ control under big cutting depth.
CNMG-TP DNMG-TP SNMG-TP TNMG-TP VNMG-TP WNMG-TP




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

ZFHI7T] R/ (tRAY) / Turning Inserts (Negative) ZFHI7IF(RAY) / Turning Inserts (Negative)

CN DN
=174 o \\ . ;l A o
EH80°HF NS EH5587L
omo N C fro .
Rhombic80°, with Hole R_~| L ‘ . Rhombic55°, with Hole N
R = R~ [#E
Dimension(mm) Grade Dimension(mm) Grade
T8RS 1T55
Ordering Code E E Ordering Code E E
L D S di R > | & L D S di R > | &
Q| a o | a
O (O] (O] (O]
CNMG090304-QF 9.525 9.525 3.18 3.81 0.4 o o DNMG110404-QF 116 9.525 476 3.81 04 o le]
CNMG090308-QF 9.525 9.525 3.18 381 0.8 o| o DNMG110408-QF 11.6 9.525 476 381 0.8 o | o
CNMG120404-QF 12.7 127 476 5.16 0.4 e | o DNMG150404-QF 15.5 12.7 476 5.16 0.4 e | o
CNMG120408-QF 12.7 12.7 476 5.16 0.8 o| o ) DNMG150408-QF 15.5 12.7 4.76 5.16 0.8 ® | O
CNMG120404R-SV 12.7 12.7 476 5.16 04 o ) DNMG150604-QF 155 12.7 6.35 5.16 04 ) )
CNMG120408R-SV 12.7 12.7 476 5.16 0.8 o | o DNMG150608-QF 155 12.7 6.35 5.16 0.8 ® | O
CNMG120408L-SV 12.7 12.7 476 5.16 0.8 o | o DNMG110404-QM 11.6 9.525 476 381 04 o | o
CNMG090304-QM 9.525 9.525 3.18 381 0.4 o | o DNMG110408-QM 11.6 9.525 476 3.81 0.8 o | o
CNMG090308-QM 9.525 9.525 3.18 381 0.8 o | o DNMG150404-QM 15.5 12.7 476 5.16 0.4 ® | O
CNMG120404-QM 12.7 12.7 476 5.16 0.4 o | o DNMG150408-QM 155 12.7 476 5.16 0.8 ® | O
CNMG120408-QM 12.7 12.7 476 5.16 0.8 o ) @ DNMG150404-TP 155 12.7 476 5.16 04 ® )
@ DNMG150408-TP 155 12.7 476 5.16 0.8 ® o
CNMG120404-TP 12.7 12.7 476 5.16 04 o | o
DNMG150604-TP 155 12.7 6.35 5.16 04 ® )
DNMG150608-TP 155 12.7 6.35 5.16 0.8 ® o
CNMG120408-TP 12.7 12.7 476 5.16 0.8 e | o
@ DNMG150404R-TS 155 12.7 476 5.16 04 ® ®
o R Stock o THE Available upon order DNMG150404L-TS 155 12.7 4.76 5.16 04 ® o
DNMG150408R-TS 155 12.7 476 5.16 0.8 o o
DNMG150408L-TS 155 12.7 476 5.16 0.8 o o
DNMG150404R-SV 155 12.7 476 5.16 0.4 [} o
DNMG150404L-SV 155 12.7 476 5.16 0.4 o o
DNMG150408R-SV 155 12.7 476 5.16 0.8 o o
DNMG150408L-SV 155 12.7 4.76 5.16 0.8 o | o

® TRAEEEF Stock o FETRIE Available upon order




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

ZEHITI B (;aR) / Turning Inserts (Negative) ZEHITI A (aRY) / Turning Inserts (Negative)
60°
9
N0 TN
SN g 72
2 AQNo \\ : S — AL
1IEAH90° BFL N =fa60° B 4 1
N 7 . .
Square 90°, with Hole R A Triangle 60°, with Hole
L s ] s |
RY [ RY s
Dimension(mm) Grade Dimension(mm) Grade
T8RS RS
Ordering Code E E Ordering Code E E
L D S di R > | = L D S di R > | =
a | o a | o
o | O o | o
SNMG090304-QF 9.525 9.525 3.18 3.81 04 o o
TNMG160404-QF 16.5 9.525 4.76 381 04 [} °
SNMG090308-QF 9.525 9.525 3.18 3.81 0.8 o o
SNMG120404-QF 12.7 12.7 476 5.16 0.4 o o
TNMG160408-QF 16.5 9.525 4.76 3.81 0.8 e | o
SNMG120408-QF 12.7 12.7 476 5.16 0.8 o )
SNMG120404R-SV 12.7 12.7 476 5.16 0.4 o o TNMG110304-QM 11 6.35 3.18 2.26 0.4 o o
SNMG120408R-SV 12.7 12.7 476 5.16 0.8 ) o TNMG110308-QM 11 6.35 3.18 2.26 0.8 o o
SNMG120408L-SV 12.7 12.7 476 5.16 0.8 o o TNMG160404-QM 16.5 9.525 476 381 0.4 [} o
SNMG090304-QM 9.525 9.525 3.18 3.81 0.4 fe) ) TNMG160408-QM 16.5 9.525 476 381 0.8 [} o
SNMG090308-QM 9.525 9.525 3.18 3.81 0.8 o o TNMG160404R-SV 16.5 9.525 476 381 0.4 [} o
SNMG120404-QM 12.7 12.7 476 5.16 0.4 o ) TNMG160404L-SV 16.5 9.525 476 381 0.4 [} o
SNMG120408-QM 12.7 12.7 476 5.16 0.8 o o TNMG160408R-SV 16.5 9.525 476 381 0.8 o o
TNMG160408L-SV 16.5 9.525 4.76 3.81 0.8 o o
SNMG120404-TP 12.7 12.7 476 5.16 0.4 o o
TNMG160404R-TS 16.5 9.525 476 381 0.4 [} °
TNMG160404L-TS 16.5 9.525 4.76 3.81 0.4 [} o
SNMG120408-TP 12.7 12.7 476 5.16 0.8 o o
TNMG160408R-TS 16.5 9.525 4.76 381 0.8 ) o
o Rt Stock o THUE Available upon order TNMG160408L-TS 16.5 9.525 4.76 3.81 0.8 ¢} o
TNMG160404-SM 16.5 9.525 4.76 3.81 04 ° o
TNMG160408-SM 16.5 9.525 476 3.81 0.8 o o
@ TNMG160404-TP 16.5 9.525 476 381 0.4 [} °
TNMG160408-TP 16.5 9.525 476 3.81 0.8 o o

® TRAEEF Stock o FFMRE Available upon order




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

ZFHI7T] R/ (tRAY) / Turning Inserts (Negative) ZFHI7T] R/ ($RAY) / Turning Inserts (Negative)

WN

7NBHZ80°BFL
Hexagon80°, with Hole

VN

=H.35° 57
Rhombic35°, with Hole

RT 25 R [#S
Dimension(mm) Grade Dimension(mm) Grade
1T5S TS

Ordering Code E E Ordering Code E E

L D S di R > | ® L D S d1 R S| »

o | o o |

| o o] o

WNMG060404-QF 6.5 9.525 4.76 3.81 04 o] o
VNMG160404-QF 16.6 9.525 4.76 3381 0.4 ° °

WNMG060408-QF 6.5 9.525 4.76 3.81 0.8 o

’ WNMG080404-QF 87 127 4.76 5.16 0.4 o | o
VNMG160408-QF 16.6 9.525 476 3.81 0.8 o | o

WNMG080408-QF 8.7 127 4.76 5.16 0.8 ® | O

WNMG060404-QM 6.5 9.525 4.76 3.81 0.4 o] o
VNMG160404-QM 16.6 9.525 4.76 3.81 04 e | O

WNMG060408-QM 6.5 9.525 4.76 3.81 0.8 o] o

’ WNMG080404-QM 8.7 127 476 5.16 04 o | o
VNMG160408-QM 16.6 9.525 476 3.81 0.8 o | o

WNMG080408-QM 8.7 12.7 4.76 5.16 0.8 ° ¢}

[NEW] VNMG160404-TP 16.6 9.525 4.76 3.81 04 o | o WNMG080404-SM 8.7 127 4.76 5.16 04 o | o

VNMG160408-TP 16.6 9.525 476 3.81 0.8 o | o WNMG080408-SM 8.7 127 4.76 5.16 0.8 o] o

® HRfEERFF Stock o MR Available upon order (NEW] WNMG080404-TP 8.7 127 476 5.16 04 | e | @

WNMG080408-TP 8.7 127 4.76 5.16 0.8 o] o

® TNEEETF Stock o FFUE Available upon order




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

ZEHI7] B (IERY) / Turning Inserts (Positive) ZEH)JI R (IERY) / Turning Inserts (Positive)

DC

ER55°57,
Rhombic55°, with Hole

CC

ZEZR.80°57,
Rhombic80°, with Hole

RY = RIJ =3
Dimension(mm) Grade Dimension(mm) Grade
s o=
Ordgg;nmg?code 1 5 < a1 5 § E Ordg;nmg?Code ! 5 : a1 5 E §
a | a o | a
| o oo
CCMT060202-GP 6.5 6.35 2.38 2.8 0.2 o] o DCMT070202-GP 7.8 6.35 2.38 28 0.2 o | o
CCMT060204-GP 6.5 6.35 2.38 28 0.4 ° DCMT070204-GP 7.8 6.35 2.38 2.8 0.4 [ )
CCMT060208-GP 6.5 6.35 2.38 2.8 0.8 o | o DCMT070208-GP 7.8 6.35 2.38 238 0.8 o | o
CCMT09T302-GP 9.7 9.525 3.97 44 0.2 o | o DCMT11T302-GP 11.6 9.525 3.97 44 0.2 o | o
CCMTO09T304-GP 9.7 9.525 3.97 44 0.4 e | o DCMT11T304-GP 11.6 9.525 3.97 44 04 o | o
CCMTO09T308-GP 9.7 9.525 3.97 44 0.8 ® | O DCMT11T308-GP 11.6 9.525 3.97 44 0.8 o | o
CCMT120404-GP 129 12.7 4.76 5.56 0.4 e | o DCMT070202-MM 7.8 6.35 2.38 2.8 0.2 o | o
CCMT120408-GP 129 12.7 4.76 5.56 0.8 o | o DCMT070204-MM 7.8 6.35 2.38 238 0.4 o | o
CCMT060202-MM 6.5 6.35 2.38 28 0.2 o| o DCMT11T302-MM 116 9.525 3.97 44 0.2 o | o
CCMT060204-MM 6.5 6.35 2.38 2.8 0.4 o | o DCMT11T304-MM 11.6 9.525 3.97 44 0.4 o | o
CCMT060208-MM 6.5 6.35 2.38 28 0.8 o | o DCMT11T308-MM 11.6 9.525 3.97 44 0.8 o | o
CCMT09T302-MM 9.7 9.525 3.97 44 0.2 o | o DCMT070202-TP 7.8 6.35 2.38 238 0.2 ® | O
CCMT09T304-MM 9.7 9.525 3.97 44 0.4 o | o DCMT070204-TP 7.8 6.35 2.38 28 0.4 I )
CCMT09T308-MM 9.7 9.525 3.97 44 0.8 o | o DCMT070208-TP 7.8 6.35 2.38 2.8 0.8 ® | O
CCMT060202-TP 6.5 6.35 2.38 2.8 0.2 ® | O DCMT11T302-TP 11.6 9.525 3.97 44 0.2 e | O
@ CCMT060204-TP 6.5 6.35 2.38 2.8 0.4 o | o DCMT11T304-TP 11.6 9.525 3.97 44 0.4 [ I )
CCMT060208-TP 6.5 6.35 2.38 2.8 0.8 ® | O DCMT11T308-TP 11.6 9.525 3.97 44 0.8 e | O
CCMTO9T302-TP 7 9525 397 44 02 °l° ® iREEETF Stock o FTHRE Available upon order
CCMTO09T304-TP 9.7 9.525 3.97 44 0.4 e | o
CCMTO09T308-TP 9.7 9.525 3.97 44 0.8 ® | O
CCMT120404-TP 129 12.7 4.76 5.56 0.4 e | o
CCMT120408-TP 129 12.7 4.76 5.56 0.8 e | O

o TRAERETF Stock o FEFARE Available upon order




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

ZEHI7] B (IERY) / Turning Inserts (Positive) ZEH)JI R (IERY) / Turning Inserts (Positive)

;’;ag
SC TC 7
IEA290° B, =W =f60° B, 411
N e . .
Square 90°, with Hole R A Triangle 60°, with Hole
L s ] s_|
RY = R~ [#E
Dimension(mm) Grade Dimension(mm) Grade
T8RS 1T55
Ordering Code E E Ordering Code E E
L D S di R > | & L D S di R > | &
a | o a | a
O (O] (O] (O]
SCMTO09T304-GP 9.525 9.525 3.97 44 0.4 o| o TCMT090204-GP 9.6 5.56 2.38 25 0.4 o | o
i" SCMTO09T308-GP 9.525 9.525 3.97 44 0.8 o | o TCMT110202-GP 11 6.35 2.38 2.8 0.2 fe)
‘ \\ SCMT120404-GP 12.7 12.7 476 5.56 0.4 e | o TCMT110204-GP 11 6.35 2.38 2.8 0.4 [ )
SCMT120408-GP 12.7 12.7 476 5.56 0.8 o | o TCMT110208-GP 11 6.35 2.38 2.8 0.8 o | o
o iRt Stock o B Available upon order TCMT16T304-GP 16.5 9.525 3.97 44 04 o)
TCMT16T308-GP 16.5 9.525 3.97 44 0.8 o)
TCMT110202-MM 11 6.35 2.38 2.8 0.2 o | o
TCMT110204-MM 11 6.35 2.38 2.8 0.4 e | o
TCMT090204-TP 9.6 5.56 2.38 2.5 04 [} )
@ TCMT110204-TP 11 6.35 2.38 2.8 04 ® ®
TCMT110208-TP 11 6.35 2.38 2.8 0.8 [} o
TCMT16T304-TP 16.5 9.525 3.97 4.4 0.4 [} ®
TCMT16T308-TP 16.5 9.525 3.97 44 0.8 e | O

® TNEEETF Stock o FHUE Available upon order




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

ZEH7] B (IERY) / Turning Inserts (Positive) ZEH)JI R (IERY) / Turning Inserts (Positive)

\

VB

1 #E=1235° B
Rhombic35°, with Hole

TP

=faf60° Bl

Triangle 60°, with Hole

2

R = R~ 5
Dimension(mm) Grade Dimension(mm) Grade
T8RS T8RS

Ordering Code E E Ordering Code E E
L D S di1 R 5| 5 L D 5 di1 R > | »
Q| a Q| a
O (O] O (O]

TPMT110202-MM 11 6.35 2.38 33 0.2 o
VBMT160404-GP 16.6 9.525 476 4.4 04 L )

TPMT110204-MM 11 6.35 2.38 33 04 o

TPMT110304-MM 11 3.35 3.18 33 04 o | o ”
VBMT160408-GP 16.6 9.525 476 44 0.8 o | o
® tRAERETF Stock o FEFHRE Available upon order

VBMT160404-MM 16.6 9.525 476 44 04 L )
VBMT160408-MM 16.6 9.525 476 44 0.8 o | o
@ VBMT160402-TP 16.6 9.525 476 44 0.2 o | o
’ VBMT160404-TP 16.6 9.525 476 44 04 o | o
VBMT160408-TP 16.6 9.525 476 44 0.8 o | o

® WREEETF Stock o FIRE Available upon order
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ZEHI7] B (IERY) / Turning Inserts (Positive) ZEH)JI R (IERY) / Turning Inserts (Positive)

WC

7NBHZ80°BFL
Hexagon80°, with Hole

VC

=H.35° 57
Rhombic35°, with Hole

R = RY [
Dimension(mm) Grade Dimension(mm) Grade
T8RS iT5RE
Ordering Code E E Ordering Code E E
L D S di1 R 5| 5 L D S di R > | ®
Q| a o | a
O (O] (O] (O]
VCMT110304-GP 11.2 6.35 3.18 2.8 04 o | o WCMTO06T304-GP 6.5 9.525 3.97 44 0.4 o | o

’ VCMT160404-GP 16.6 9.525 476 44 0.4 o | o WCMTO06T308-GP 6.5 9.525 3.97 44 0.8 o | o

o T Stock o FEFRAE Available upon order

VCMT160408-GP 16.6 9.525 476 44 0.8 o | o

o tRAERETF Stock o FEFARE Available upon order




IHI7JE | CUTTING TOOLS

HEFTIHIZ A

Recommended Cutting Data

TRR-#E7=- IR
Min-Optimum-Max
il Tiop8t BE i = R . o
Geometry |Workpiece Materials| Hardness Application Grade t);héjUJEE iHa IR
Cutting Speed Feed Rate Depth of Cut
Vc(m/min) f(mm/rev) ap(mm)
tREtH GP31TM | 220-320-380 |0.03-0.10-020 | 0.1-0.3-1.0
AR Continuous
. <HB180
Mild Steel ARt POITM | 180-2 12-0.2 1-05-1
Imortation | 6P 80-250-330 | 0.03-0.12-020 | 0.1-0.5-1.0
C%@tﬂﬁ” GP31TM | 140-220-300 | 0.03-0.10-0.20 | 0.1-0.3-1.0
MM HB180-280 ontinuous
M. St
P e, | GPe1TM | 100-180-260 | 003-012-020 | 01-05-10
Carbon oy
Steel, Alloy FRAELE GP31TM 100-180-260 | 0.03-0.10-0.20 | 0.1-0.3-1.0
Steel Continuous
HB280-350 o
IT”%EB'?J GP91TM | 60-120-200 |0.03-0.12-0.20 | 0.1-0.5-1.0
nterrtuptlon
tRREtH GP31TM | 220-320-380 | 0.05-0.12-022 | 0.3-0.8-15
4R Continuous
. <HB180
Mild Steel MIEDH | Gpo1TM | 180-250-330 | 0.05-015-022 | 0.3-1.0-15
e 9 -250- 0.05-0.15-0. 3-1.0-1.
C%Z?Wﬁ” GP31TM | 140-220-300 | 0.05-0.12-0.22 | 03-0.8-15
ontinuous
GP i HB180-280 s
b Irftr\f;ﬁaﬁén GP91TM | 100-180-260 |0.05-0.15-0.22 | 0.3-1.0-15
Carbon =7
Steel, Alloy FRAELH GP31TM | 100-180-260 | 0.05-0.12-0.22 | 03-0.8-15
Steel Continuous
HB280-350 o
I;ﬁ%ﬁﬂ?] GP91TM | 60-120-200 |0.05-0.15-0.22 | 0.3-1.0-15
n nterrtuption
tRREtH GP31TM | 220-320-380 |0.05-0.12-022 | 0.3-0.8-2.0
R Continuous
Mild Steel | <HB180 FEaEtH)
N GP91TM | 180-250-330 |0.05-0.15-0.22 | 0.3-1.0-2.0
nterrtuptlon
P IR 1 Gpa1TM | 140-220300 | 0.05-0.12-022 | 03-0.8-20
R i HB180-280 |
. N Nshs
Negative anly Inortagtion | GPOITM | 100-180-260 | 0.05-0.15-0.22 | 03-10-20
Carbon oy
(NEW] Steel, Alloy FRAELH GP31TM | 100-180-260 | 0.05-0.12-0.22 | 0.3-0.8-2.0
Steel Continuous
HB280-350 e
I**'%"“Eﬂ?] GP91TM | 60-120-200 |0.05-0.15-0.22 | 0.3-1.0-2.0
nterrtuption
tREtH GP31TM | 220-320-380 |0.05-0.12-028 | 0.3-1.0-3.0
R Continuous
Mild Steel | <HB180 TraetH)
N GP91TM | 180-250-330 |0.05-0.15-0.28 | 0.3-1.2-3.0
nterrtuptlon
P IR 1 Gp31TM | 140-220300 | 005-0.12-028 | 03-1.0-25
el - HB180-280 Bl
Negative Jo MEEDE | GporTm | 100-180-260 | 0.05-0.15-0.28 | 0.3-1.2-2.5
9 EZ Interrtuption . . . DT Lens
Carbon oy
NEW) Steel, Alloy IR GP31TM | 100-180-260 |0.05-0.12-0.28 | 0.3-1.0-2.5
Steel Continuous
HB280-350 —
Iﬂ%mﬂ?] GP91TM | 60-120-200 |0.05-0.15-0.28 | 0.3-1.2-2.5
nterrtuption

CUTTING TOOLS | #JEI702

HEFIHIZE

Recommended Cutting Data

TR-#E=F- LR
Min-Optimum-Max
i TRy e miz e [ e e
Geometry|Workpiece Materials| Hardness Application Grade DEJLE it R
Cutting Speed Feed Rate Depth of Cut
Vc(m/min) f(mm/rev) ap(mm)
- Cﬁ“ﬁﬂﬂi . | GP3ITM | 220320380 | 004-0.12-022| 03-08-15
IN
Mild Steel | <HB180 S|
I, | GPOITM | 180-250-330 | 0.04-015-022 | 03-10-15
Cﬁfﬂﬁi . | GP3ITM | 140-220-300 | 004-0.12-022| 03-08-15
QF s | HB180-280 oy
P JHREIH | Gpo1TM | 100-180-260 | 0.04-0.15-0.22 | 03-10-15
nterrtuption
Carbon oy
Steel, Alloy Cﬁﬁﬂﬁi . GP31TM 100-180-260 | 0.04-0.12-0.22 | 0.3-0.8-1.5
steel | 11B2g0-350 o
Irﬁ?ﬁpﬂﬁgn GP9ITM | 60-120-200 | 0.04-0.15-022 | 03-1.0-15
- cﬁ”ﬁ?ﬂ . | GP3ITM | 220-320-380 |0.10-015-030| 05-12-30
IN
Mild Steel <HB180 S|
I, | GPOITM | 180-250-330 | 010-018-030 | 05-15-30
Cfﬂ,ﬁﬂﬁ{ . | GP3ITM | 140-220-300 |010-0.15-030 | 05-12-25
QM sism | HB180-280 o
o SR | Gpo1TM | 100-180-260 | 0.10-018-030 | 0.5-15-25
Carbon >
Steel, Alloy Cﬁﬁfﬂﬁ{ . | GP3ITM | 100-180-260 |010-0.15-030 | 05-12-25
steel | 11B2g0-350 o
Irﬁ?ﬁpﬁﬁgn GP9ITM | 60-120-200 | 0.10-0.18-030 | 05-1.5-2.5
n . cﬁﬁ?ﬂ . | GP3ITM | 220320380 |010-015-035| 05-10-30
IN
Mild Steel <HB180 FraEtH)
I oy | GPOITM | 180-250-330 | 010-020-035 | 05-12-30
cfﬁ?ﬂﬁi . | GP3ITM | 140-220-300 |010-0.15-035 | 05-10-30
TS g | HB180-280 e
py MEETDE | GporTm | 100-180-260 | 010-0.20-0.35 | 05-1.2-3.0
Cl:l b Interrtuption
arobon
Steel, Alloy Cﬁﬁﬂﬁ{ . | GP3ITM | 100-180-260 |010-0.15-030 | 05-10-30
Steel | Hp280-350 —
In;gr%;ﬁpﬁ%n GP9ITM | 60-120-200 | 0.10-0.20-030 | 05-1.2-3.0
- cﬁﬁ?ﬂ . | GP3ITM | 220320-380 |010-015-035| 10-18-35
IN
Mild Steel <HB180 FraetH)
Iy | GPOITM | 180-250-330 | 010-020-035 | 10-20-35
Cﬁﬁﬂf’i . | GP3ITM | 140-220-300 |010-0.15-035 | 10-18-30
sV g | HB180-280 e
Ay I, | GPOITM | 100-180-260 | 010-020-035 | 10-20-30
Carbon .
Steel, Alloy Cﬁﬁﬂﬁi . GP31TM | 100-180-260 |0.10-0.15-0.30 | 1.0-1.8-3.0
Steel | 118280350 =
Irﬁ%ﬁﬂ%n GP9ITM | 60-120-200 | 0.10-0.20-030 | 1.0-2.0-3.0
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BRFEENZET] A

Universal Wiper Insert for Turning

WMVIBBIZEHIMR SN A—K
Application Summary of Grades for WMV

o [TIZNIFBTFHM. BHHRBEINT , A= NFERSEBTUL.
Widely apply to steels and cast iron of semi-finishing-roughing, such as Flange, Brake disc etc
in the field of general machinery.

o SPRRURB-FRINTRERIRT , TIHEAMSEREINEMIE , BEERIS.
Special chip-breaker design for finishing to semi-finishing, guarantee for both edge sharpness
and intensity , and with wide applicable range.

S E S % ZFEHICVDIESGK1115

Extremely wear-resistance Cast Iron Turning
CVD Grade-GK1115

« SRR SMT-TICN+ERIAROSREIEES | BFHRITRERMERA | FHE
B NN IREFHRAIGERT | N RIFAIIEE ST,

MT-TICN and thick Al203 coated on micro-grain carbide substrate, superior

wear resistance. Smooth coating surface after special post-processing and shows
superior wear resistance and fracture resistance.

o WMVEEBIRFIBEHIXRERIMSGK1115 , {NZERISGP1225/GP1105 |, FZIEFATMNE. HE
IR,
WMV cover with different grades, includes GK1115(grade for cast iron) and GP1225/
GP1105(grade for steel) ,which make it suitable for cast iron and steel turning.

« BT RSB IERE G SRS - TR N T,
Suitable for finishing and semi-finishing of nodular irons and gray irons in continuous
and light interrupted conditions.

SiEAtHNERICVDIESGP1225
High versatility Steel Turning CVD Grade-GP1125

< EBREAMT-TICN , ALOFIREBIITINGG RSN S RIFIMMIRESE S S BINE
A EEARFERREIER | IMEAKES.

Super fine MT-TIiCN, Al203 and TiN coating on tough graded carbide substrate
smooth surface and superior wear resistance and improved toughness.

« BRT-RIITE. S2RAEERIEAHEMNT.
Suitable for semi-finishing to medium roughing of steels and alloy steels in general
conditions. condition with medium speed.

SEtENERICVDRESGP1105
Extremely wear-resistance Steel Turning CVD Grade-GP1105

« BHABALOFIMT-TICNIRESIFIIEE S SEIMEES | RENRITEMLLE.
Superfine A203 and MT-TIiCN coating on gradient carbide substrate provide
excellent wear resistance.

- BRTREDR NN, S2RSHRASEINT.

Suitable for finishing of steel & alloy steel under stable condition.
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BRAFENECTIFBWMY—Iig

Overview of Universal Wiper Inserts for WMV

i E:S R INTEE AR 80°%H 55°% 90°IE/5H 60°IE=FF 355 80°751F
Geometry Features Application Range Cross Section Geometry 80° Rhombic 55° Rhombic 90° Square 60° Triangle 35° Rhombic 80° Trigon

J-g?*ﬂl?j?@jc , KRR, HEBIE | B OHE
* REMSAEIERME STIRRE

* REBZEBMRIESET]  BMDBIRE | 3/15
BRI EEMEFAIRERE

WMV

cutting force due to big chip pocket

« Make sure the sharpness and strength L
of cutting edge, [TTT1]
« Multiple radius wiper design, to 0 010203040500 6708 09 Wiper Wiper Wiper Wiper
reduce the cutting vibration, enlarge

the processing range and get the better
surface quality CNMG-WMV DNMX-WMV TNMX-WMV WNMG-WMV

7
6
5
» Smoothly chip removal and lower T ]
3
2
!
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ZFHI7T] R/ (tRAY) / Turning Inserts (Negative) ZFHI7T] R/ ($RAY) / Turning Inserts (Negative)

DN

ER55°57,
Rhombic55°, with Hole

CN

ZEZR.80°57,
Rhombic80°, with Hole

RY REERSE RY REERS

Dimension(mm) Coated Dimension(mm) Coated
RS ol wlw|w 1T55 olw!lwlwv

Ordering Code Q) Ordering Code 0
J L D s d1 R [E| 8|S 2|8 9 L D s d1 R |E|S|S |28
¥l | k| o |a N N N I T
O]l 0] O |0 |0 Ol 0| O |0 O
DNMX150408-WMV 15.5 12.7 476 5.16 0.8 ° o o ° [
CNMG120408-WMV 12.9 12.7 476 5.16 0.8 ® o e o | o
DNMX150412-WMV 15.5 12.7 476 5.16 1.2 ® o o ) ®
DNMX150608-WMV 15.5 12.7 6.35 5.16 0.8 e | 0| 0| @ | @
. CNMG120412-WMV 129 12.7 476 5.16 12 e o| e | o | @ .

Wlper Wlper DNMX150612-WMV 15.5 12.7 6.35 5.16 12 ° o [e) [ o

o TREEEETF Stock o FEFRE Available upon order o IREREFF Stock o FEFE Available upon order
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ZHIJIF (TR / Turning Inserts (Negative) FHIT] A ($REY) / Turning Inserts (Negative)

7 WN

4 11 7NBAZ80° 7L
Hexagon80°, with Hole

TN

=faf60° Bl

Triangle 60°, with Hole

RY REERSE RY REERESSE

Dimension(mm) Coated Dimension(mm) Coated
RS ol wlw|w IT8RE olwlwls

Ordering Code Q) Ordering Code )
J L D s d1 R [E| 8|S 2|8 ’ L D s d1 R [E| S22 |8
¥l | k| o |a ¥l | X |a|a
O]l 0] O |0 |0 (OO NGO INO]
TNMX160404-WMV 16.5 9.525 476 381 04 ® o o e |0 WNMG080408-WMV 8.7 12.7 476 5.16 0.8 ) o ® [ IR
. TNMX160408-WMV 16.5 9.525 476 381 0.8 ® ) o e |0 X WNMG080412-WMV 8.7 12.7 476 5.16 12 [} o ® e | o
Wiper Wiper

o IRAEEETF Stock o FEHAE Available upon order ® TRAEEEF Stock o FEFRE Available upon order
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Recommended Cutting Data

TRR-#E7=- LR
Min-Optimum-Max
1ER T4t BE & [Ei=s s A —
Geometry| Workpiece Materials | Hardness Application Grade tﬂﬁﬂ@}ﬁ sy iR
Cutting Speed Feed Rate Depth of Cut
Vc(m/min) f(mm/rev) ap(mm)

oo Cfﬁﬁﬂi{s GP1105 | 200-260-360 |0.20-040-0.80 | 1.0-2.0-6.0
Low Carbon | <HB180 el

Steel Inff‘fﬁ ;Jt?én GP1225 | 160-210-300 | 0.20-0.40-0.80 | 1.0-2.0-6.0

n B AeW Cﬁfﬂi{s GP1105 | 160-230-320 |0.20-040-0.80 | 1.0-2.0-6.0
Carbon Steel, | HB180-280 a—

Alloy Steel Ijtf;ﬁ ;Jt?én GP1225 | 120-190-280 | 0.20-0.40-0.80 | 1.0-2.0-6.0

pm FRELE GK1115 | 230-350-500 | 0.20-0.40-0.80 | 1.0-2.0-6.0
WMV Gray Cast Continuous

Iron <HB250

FC200. I

FC250% Inﬁﬁﬁ:ﬂ?gn GK1125 | 220-320-480 | 0.20-0.40-0.80 | 1.0-2.0-6.0

TREE C*'%*_Ftﬂﬁ“ GK1115 | 180-260-380 | 0.20-0.40-0.80 | 1.0-2.0-6.0
Nodular ontinuous

Cast Iron <HB270

FCDA450. I

FCDE00%E Inffrﬁa%n GK1125 | 160-230-350 |0.20-0.40-0.80 | 1.0-2.0-6.0

IRrIIET IR

Parting and Grooving Tools

MR %51
o ZMATISETAME BRI TIL,

Widely used in auto parts and general machinery industry.

o STRMTBENSRITEERT  RURFAIMENER , Shleigirit , RIENIRENE.
Snowflake geometry and Graduated chip breaking arms provide excellent chip control ,
Guide rail locating slot Ensure the stability of machining.

GBE%I
o [TZNRATERE. B S, RERTURATIL
Widely used in piston, pipe fitting. transmission shaft and general machinery industry.

o PBESASGHRTIR | EREE | EERE- SIS,

Has round and square form , E accuracy, suitable for finishing-superfinishing.
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PIRIRET] R B SR AN IR A RS SR AN

Parting and Grooving Inserts Identification System Parting and Grooving Tools Identification System

GZ D 40 02 R 15-FG GZ E LI R 2525-4 T25-

P & € € 0> «>» a» apDapapaE» «CbH e @ B (e

OFRFILFIR ONREE G®7REA OFRFULHR [©YALs] ¥l ®JIREE
Series Insert Width Hand of Insert Series Tool Holder Shape Insert Width
GK 30=3mm R=Right Hand 53F GZ U=Undercuttingitif2s 4=4mm
GZ 40=4mm L=Left Hand £F GK P=PerpendicularEEET
o=Neutral F& o=Horizontal B4z
@%ﬁ%h@
- Biggest Overhanging
QT
Number of Cutting Edge 25=25mm
S=Single 7]
9 OWTHIF RN A FE
L Angl
D=Double 7] ead Angle
@TIRERTER B
REGENHEEZ S
- @NNIEE OJIRRYT
Corner Radius Processing Type Shank Size
02=0.2mm E=External Processing SMEJIFF External Holer :
SMEIINT BE*EE Height*Width
04=0.4mm I=Internal Processing P#L7J4F Internal Bar :
RFLIIT RANMNTEEHR
- Min processing
20=2mm F=Face Processing : * -
ST Diameter*Bar Diameter
_ ommER
QR OTEAE Additional Information
T FC: Hand of Insert D65/120 : SN ETAER B
First Character Second Character Geometr _Ri BImKRER
Y R=Right Hand3 The min/max Diameter of the first face
F=Low Feed {45 C=Cutting off {Jif  cutting
L=Left HandZF S=Stiffening Rib H 3847
M=Medium Feed L4 T=Turning ZEHl
N=Neutral &
R=High Feed B4 G=Grooving &
O=0Optimize for Special Range Drnfil: o)
=SSR, R=Profiling {524
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GBRFIJI R B SRT=AMN YT E T ) B Hm—n
GB Series Inserts Identification System Overview of New Grooving Inserts

G #51 Rz BE Tt

GB 4 125 R - 020

MR REHAINT 2.0-80 P040
a» a» a» a» . @ | Medium Profiling (mm)
ORGSR @JFRY QJIR&EE @7 FAMA OTIREIHE
Series Insert Size Insert Width Hand of Insert Corner Radius
GB 3=9.525mm 125=1.25mm R=Right Hand 5F 0.2=0.2mm
RREINT 0.5-4.3 P041-P042
4=12.7mm L=Left Hand &5 GB Shallow Grooving (mm)

GBZRAIIHEL SR

GB Series Tools Identification System

GB E R 2525 M 4 -
IRIRERE S N A—%

" O O X ® a» " O N ©® | a» Grades for Parting and Grooving

e P M K H
OFSGHR (©Ya)ps1C)! OTFKE ®7JFRY Workpiece
Series Hand of Insert Tool Holder Length Insert Size Material S%M | < Tﬁéﬁé I c %5195 HRS;P%%: ixﬁl"@A"
GB R=Right Hand 53 K 125mm 3 | 1c=9.525mm tee tainless Stee ast Iron . Titanium Alloy
L=Left Hand £ M 150mm 4 1C=12.7mm ISO 01 10|20 | 30|40 | 50|01 |10 | 20 |30 |40 |01 |10 | 20| 30| 40 | 10 | 20 | 30 | 40
Q 180mm
R 200mm
QEATIREE cvD GK1115
Groove Size e
@nITRE @TIRRT 15 | 1.0sW<23 (GB4) o
. ﬁ -
Processing Type Shank Size ok
E=External AMEJIFF External Holer : 25 | 23<sW<33(GB4) S
i BEEE Height*Width pis
ProcessingMNEIINT SEEE Heig i : 35 W23.3 (GB4) \ PVD - GA4230
I=Internal PALIFT Inte[ngl Bar : {UEEGBARISNE TIFF ML
Processing FFLINT RMNTEERER EX3
Min processing Only for external holders
Diameter*Bar Diameter with GB4 inserts
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YIRFYIf& ] & / Parting and Grooving Inserts YIRFYIRE ] & / Parting and Grooving Inserts

MR o GB
PEHGHRIITII A BT R

MR Series Inserts for Medium Profiling GB Series Inserts for Shallow Grooving

R RERERET R BEERAS
- Dimensions(mm) Coated Dimensions(mm) Coated
Ordering Code = o w0 n U&RsS
W R L d S S = N = Ordering Code GA4230
S| & |6 |8 w D R IC T d1
GKD2010-MR 20 | 10 | 160 | 12 | 35 | e | e | o | e RO L
GKD3015-MR 3.0 15 21.2 235 4.8 ) ) ¢} ) GB3050R/L-005 0.50 1.0 0.05 9.525 3.18 44 ° o
GKD4020-MR 4.0 2.0 21.0 33 4.8 ° ° o ° GB3075R/L-010 0.75 2.0 0.1 9.525 3.18 44 ) o
GKD5025-MR 5.0 2.5 26.0 41 5.8 ) ) o) ) GB3080R/L-005 0.8 2.0 0.05 9.525 3.18 44 ° o
GKD6030-MR 6.0 3.0 26.0 5.0 5.8 ° ° o ° GB3095R/L-010 0.95 2.0 0.1 9.525 3.18 44 o o
GKD8040-MR 8.0 4.0 31.0 6.0 6.5 ) ) o) ) GB3100R/L-005 1 2.0 0.05 9.525 3.18 44 ° o
B AT o iR Stock 0 THE Available upon order GB3100R/L-010 1 2.0 0.1 9.525 3.18 44 ) o
o For tools, see page43 and page44 GB3120R/L-010 12 2.0 0.1 9.525 3.18 44 [ ) o
GB3120R/L-020 1.2 2.0 0.2 9.525 3.18 44 ) o
GB3125R/L-010 1.25 2.0 0.1 9.525 3.18 4.4 ) o
GB3140R/L-010 14 2.0 0.1 9.525 3.18 4.4 ° o
GB3140R/L-020 14 2.0 0.2 9.525 3.18 4.4 ° )
GB3145R/L-010 145 2.0 0.1 9.525 3.18 4.4 [} o
GB3150R/L-010 15 2.0 0.1 9.525 3.18 4.4 ° o
GB3150R/L-020 15 2.0 0.2 9.525 3.18 4.4 [} )
GB3175R/L-010 1.75 2.0 0.1 9.525 3.18 4.4 ) o
GB3200R/L-010 2 2.5 0.1 9.525 3.18 4.4 [} o
GB3200R/L-020 2 25 0.2 9.525 3.18 4.4 [} )
GB3250R/L-010 2.5 25 0.1 9.525 3.18 4.4 ) o
GB3250R/L-020 2.5 25 0.2 9.525 3.18 44 ° °
GB3300R/L-020 3.0 25 0.2 9.525 3.18 44 ° °
GB4125R/L -020 1.25 2.0 0.2 12.7 4.76 5.5 ) °
GB4150R/L-010 15 35 0.1 12.7 4.76 5.5 ° o
GB4150R/L-020 15 35 0.2 12.7 4.76 5.5 ° °
GB4175R/L-020 1.75 35 0.2 12.7 4.76 5.5 [} )
o {EFITIHF , EEA5TTRISE46TT ® IRAERETF Stock o FTHE Available upon order

@ For tools, see page45 and page46
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YIRFtIf& ] & / Parting and Grooving Inserts GKZ7%! / GK Series

GB ImEE /I -EZTl

Face Grooving Holders - Horizontal
EEMTIT A

GB Series Inserts for Shallow Grooving

g

e R

R INEERS
Dimensions(mm) Coated n
TS jpe- E j
Ordering Code GA4230 J
W CcD R IC T dl L
R L
GB4185R/L-020 1.85 35 0.2 12.7 4.76 55 ° )
GBA4200R/L-005 2 35 0.05 127 | 476 5.5 e | o FEtE R (mm) 1257 RF
o Stocks . Dimensions Screw Wrench
GB4200R/L-010 2 35 0.1 12.7 4.76 55 ° o RS ER7JR
Ordering Code Inserts A
GB4200R/L-020 2 35 02 127 | 476 55 | e | e R | L Heh | B | L | s |T-max| Dmin |Dmax| g /\
GB4200R/L-030 2 35 0.3 12.7 4.76 55 ° o
GKFR/L2525-2T12D75 ) o | GKD20... 25 25 150 26 15 75 100 | SCAM6X20 | TH50L
GB4200R/L-050 2 35 0.5 12.7 4.76 55 ° o
GKFR/L2525-2T12D90 o o | GKD20... 25 25 150 26 15 90 150 | SCAM6X20 | TH50L
GB4210R/L-050 21 4.0 0.5 12.7 4.76 55 ° o
GKFR/L2525-3T15D68 ) o | GKD30... 25 25 150 26 15 68 100 | SCAM6X20 | TH50L
GB4220R/L-030 2.2 4.0 0.3 12.7 4.76 55 ° o
GKFR/L2525-3T15D90 o o | GKD30... 25 25 150 26 15 90 160 | SCAM6X20 | TH50L
GB4235R/L-050 2.35 4.0 0.5 12.7 4.76 55 ° ¢}
GKFR/L2525-4T15D62 ° e | GKDA40... 25 25 150 26 15 62 120 | SCAM6X20 | TH50L
GB4240R/L-050 24 4.0 0.5 12.7 4.76 5.5 )
GKFR/L2525-4T15D112 | e e | GKDA40... 25 25 150 26 15 112 | 200 | SCAM6X20 | TH50L
GB4250R/L-030 25 4.0 0.3 12.7 476 55 ) °
GKFR/L2525-5T25D68 ) o | GKD50... 25 25 150 26 15 68 95 SCAM6X20 | TH50L
GB4265R/L-030 2.65 4.0 0.3 12.7 476 5.5 ) o
GKFR/L2525-5T25D85 ) o | GKD50... 25 25 150 26 15 85 130 | SCAM6X20 | TH50L
GB4280R/L-030 2.8 5.0 0.3 12.7 476 5.5 ) o
GKFR/L2525-6T25D68 o o | GKD&6O... 25 25 150 26 15 68 100 | SCAM6X20 | TH50L
GB4300R/L-030 3 4.0 0.3 12.7 4.76 5.5 ) o
GKFR/L2525-6T25D88 o o | GKD6O... 25 25 150 26 15 88 180 | SCAM6X20 | TH50L
GB4330R/L-030 3.3 5.0 0.3 12.7 476 5.5 ) o
GKFR/L2525-8T25D45 o o | GKD8O... 25 25 150 26 15 45 80 SCAM6X20 | TH50L
GB4350R/L-030 3.5 5.0 0.3 12.7 476 5.5 ) °
GKFR/L2525-8T25D75 o o | GKD8&O... 25 25 150 26 15 75 150 | SCAM6X20 | TH50L
GB4400R/L-040 4 5.0 0.4 12.7 476 5.5 ) °
GB4430R/L-040 43 5.0 0.4 12.7 4.76 5.5 ° o) ® NEEERF Stock o FFURE Available upon order
GBR4100R/L-050 1 2.0 0.5 12.7 4.76 5.5 ) )
GBR4150R/L-075 15 35 0.75 12.7 4.76 5.5 ) )
GBR4200R/L-100 2. 35 1.0 12.7 4.76 5.5 ) )
GBR4250R/L-125 25 4.0 1.25 12.7 4.76 5.5 ) °
GBR4300R/L-150 3.0 4.0 15 12.7 4.76 5.5 ° )
GBR4400R/L-200 4 5.0 2.0 12.7 4.76 5.5 ) °
o B/, EB45TFNEE46T o FfEEETF Stock o ZEFRE Available upon order

© For tools, see page45 and page46
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GKZ7%! / GK Series GBZ7%! / GB Series
i EE /)T -EEL HNEIRE T
Face Grooving Holders- Perpendicular External Grooving Holders

-

i
£,
g

e R (mm) 25T wF EF R (mm) 25T wRF
R Stocks | Dimensions Screw Wrench . Stocks . Dimensions Screw Wrench
= ERTIR RS ER A
Ordering Code Inserts A Ordering Code Inserts A
R | L H=h B L S |T-max| Dmin | Dmax ( /\ R | L H=h B L S A |T-max ’ /\
GKFPR/L2525-4T15D60 | o | e | GKD40.. | 25 | 25 | 150 | 26 | 15 | 60 | 120 | SCAM6EX20 | TH50L GBER/L2020K3 o | o 3. 20 | 20 | 125 | 25 | — | 25 0§156102'\6' TT15P..
GKFPR/L2525-4T15D112 | o e | GKDA40... 25 25 150 26 15 112 200 | SCAM6X20 | TH50L GBER/L2525M3 o R 3. 25 25 150 30 . 25 0??1561021\61 TT15P..
® TRAEEETF Stock o FEIRE Available upon order B 4. SI60M
’ e GBER/L2020K4-15 ° o (10<W<2.5) 20 20 125 25 1.0 4.0 050120... TT20P...
4. SI60M
GBER/L2525M4-15 ° o (1O<W<2.5) 25 25 150 30 1.0 4.0 050120... TT20P...
4. SI60M
GBER/L2020K4-25 ° o (25<W<3.5) 20 20 125 25 2.0 4.5 050120... TT20P...
4. SI60M
GBER/L2525M4-25 ° o (2.5<W<3.5) 25 25 150 30 2.0 4.5 050120... TT20P...
4.. SI60M
GBER/L2020K4-35 ° o (3.5<W<4.8) 20 20 125 25 3.0 5.5 050120... TT20P...
4. SI60M
GBER/L2525M4-35 ° o (3.5<W<4.8) 25 25 150 30 3.0 5.5 050120... TT20P...
=i : SI60M035090...£F&M3.5x9 o tEERERF Stock o FEFRAE Available upon order

Remark: SI6GOM035090...is meaning of M3.5x9
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HAR(EE / Technical Information

HEHERFE

Recommended Feed

MR

© 1RMA#LE Radial Feed

GBZ%l / GB Series

RFLETIH

Internal Grooving Holders

O ifEHES Axial Feed

TIRZEE W (mm) 3% ap(mm)
3o W
5.0 8.0
R E [ E
b oo sol 60
v | op o
' - {-:I"" 77777 sol &
==ed R (mm) 15T ES 50 4.0
Stocks Dimensions Screw Wrench ' | 20F 5,
1T5s ERDR 4.0 - :-:|""f ********* -
Ordering Code Inserts P 3.0 [ [ S 1.0
R L Dmin d h L S | T-max /\ ! ! R ’ . |
i ( / 0.1 0.|2 0.3 0.4 0 01 0.2 0.4 0.6 0.8
GBIR/L2620Q3 o | o 3. 26 | 20 | 18 | 180 | 13 | 3 | OM | Tmsp. AR f (mm/n) HHAR f (mm/n)
GBIR/L3525R4 o | e 4 35 | 25 | 23 | 200 | 175 | 45 | o2OM fqro0p
: . 050120...

#iE : SI60M035090...f{5&M3.5x9

Remark: SIGOM035090...is meaning of M3.5x9

® TREEETF Stock o FHIME Available upon order

GB

##45 feed (mm/r)

Tkt == width
Workpiece Material ST Ll
050-100 100-200 250-300 330-400 400-430

BN ©.0.03~0.08 ©.0.04~0.09 ©.0.05~0.1 ©.0.05~0.12 @®.0.05~0.12

Carbon Steel e : @.0.04~0.09 @.0.05~0.1 @.0.05~0.1 @.0.05~0.1

BEM ©.0.03~0.07 ©.0.04~0.08 ©.0.05~0.09 ©.0.05~0.1 @®.0.05~0.1

Alloy Steel e : @.0.04~0.08 @.0.05~0.09 @.0.05~0.1 @.0.05~0.1

NS ©.0.03~0.07 ®.0.04~0.08 ®.0.05~0.09 ®.0.05~0.1 ®.0.05~0.1

M Stainless Steel e : @.0.04~0.08 @.0.05~0.09 @.0.05~0.1 @.0.05~0.1
753 ©.0.03~0.08 ©.0.04~0.09 ®.0.05~0.1 ®.0.05~0.12 ®.0.05~0.12

Cast Iron - : @.0.04~0.09 @.0.05~0.1 @.0.05~0.1 @.0.05~0.1

@RR[AHLS Radial Feed @A Axial Feed
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I AR{ER / Technical Information

HIEEHEEE

Recommended Cutting Speed

IR Cutting Speed
T B Ve (m/min)
Workpiece Material ez
(HB) GA4230 GP1225 GK1115
Low G reel 80-170 (701-11%0) (801-22020)
High e 170=250 (701-11050) (801-22020)
n Lovgiﬁoﬁyggeel 140- 260 (43-11050) ( 60-180 )
Higﬁﬁ?}f Hreel Lt ste (401-11%0) ( 60-180 )
Cast el 180-300 (401-11050) ( 60-180 )
M Feﬁ%%igﬁitic Lo (401-11%0)
Aiggﬁic 150-270 (401-11%0)
e e - ey (501-11%0) (501-32%0)
K I sz | il
et icilis%t Iron 160-260 (501-%050) (501-01%0)
E Heat-;%;;%‘t%a% Alloy 130-400
Tita nﬁﬁﬁ%lloys 130-400

HHITJE




AR SRR RHITIR

Indexable High Economic Shoulder Milling Tools

B4R
SDKT+MES190

Single Face 4 Edges Shoulder Milling Tools
-SDKT+MES190

SDKTRINZ—RATIERSE%IE  EAEHEE |
YIRIBE AR,

SDKT is a positive shoulder milling insert with 4
edges , it can achieve low cutting force and high
accuracy machining.

WE 6775 E#%T]
WNGU +MEE190

Double Face 6 Edges Shoulder Milling Tools
-WNGU +MEE190

WNGUEFIR—R6TIAFTBHEIIR | FRrIT] R4
RitEANRTEY.

WNGU is a negative shoulder milling insert with 6
edges. Special structure design contributes to great
crack-resistance

CUTTING TOOLS | #JEI702

el =izl
Shoulder Milling

WNGU

RE7NTIT3E%ET]

Double side 6 Cutting Edges Shoulder Milling Inserts

di
\

R (mm) RERERES
Dimensions(mm) Coated
TS
Ordering Code QR &Q|49 g S = I
D d1 S T R S99 |R |8 |9 |8 |F|%
< < o o > h4 h4 T T
O |0 |V |lo ||l |lo|l0o| 0O
WNGU040304-GM 6.7 3.25 33 3.96 04 e | @ 0o|o0o| 0| @ | @
WNGU040308-GM 6.7 3.25 33 3.96 0.8 e | @ | 0o|lo0| 0| @
WNGU080608-GM 1248 | 46 6.45 7.9 0.8 o | o e | o | @
WNGU080608-GH 1248 | 4.6 6.45 7.9 0.8 e | @ | OO L )

oiEEEETF Stock oFEFRTE Available upon Order
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1 gl
WNGU %5”1‘@@ g%u%;ac?ér Millin
WNGU Series Geometry 9
AR EAHEA M E E 1 9 O
Medium Cutting for General Material Heavy Cutting for General Material ——
oy ’ < 1| 7]
A -
Arbor < &
01
Fig3
RS (mm) = A
TRE BR | 7% Dimensions(mm) ﬁ$ o/ W'v_ BT | EF
Ordering Code Diameters| Teeth IR Gy LTI Shape |Stock
g ®D1 | ®dm | H W T | apmax Insert  |cooling P
GM GH .
MEE190050R04A22WN08 50 4 50 22 40 | 104 | 6.3 7.5 |WNGUO0806| X Figl | e
MEE190050R05A22WN08 50 5 50 22 40 | 104 | 6.3 7.5 |WNGUO0806| Figl | e
MEE190063R06A22WNO08 63 6 63 22 40 | 104 | 63 7.5 |WNGUO0806| X Figl | @
MEE190080R07A27WNO08 80 7 80 27 50 | 124 | 7 7.5 |WNGUO0806| X Figl | e
—M DR FEEREEINT JI7JBEEYF , EEEINT MEE190100R08B32WNO08 100 8 100 32 50 | 144 | 8 7.5 |WNGU0806| X Fig2 | e

High stability cutting in general condition More stronger edge for rough cutting

MEE190125R11B40WNO08 125 11 125 40 63 | 164 9 7.5 |WNGU0806| X Fig2 | e

MEE190160R12C40WNO8 160 12 160 40 63 | 164 | 9 7.5 |WNGU0806| X Fig3 | e

MEE190200R16C60WNO8 200 16 200 60 63 | 25.7 | 14 7.5 |WNGUO0806| X Fig3 | e

ot RHERETF Stock  oFEFRE Available upon Order
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Val=Ea JIVRERALSIZR

Shoulder Milling Spare Parts

M E E 1 TR - TR TIRi4T TIRASETIRF
8 - - - 3 Parts Insert Screw Insert Spanner
BRI T o
Shank L FIZIN
an Fig Shape
ER7R
Insert
R~ (mm) = A B
THS B Ak Dimensions(mm) §;§ %EEE? Ir?mle?r— B | EF SI60M2.5X6.5-036101 TT08P X
Ordering Code Diameters| Teeth D1 odm L L |a nl1ax Insert coolin Shape |Stock WNGU0403
p 9 PSI60M025065-036101S PTTOSPB X
MEE190020R03P20WNO04 20 3 20 20 150 | 30 4 WNGU0403 v Figd | @ SI60M4.0X11-055101 TT15P TT15T
WNGUO0806
MEE190025R04P25WN04 25 4 25 25 170 | 30 4 WNGU0403 v Figd | e PSI60M040110-055101S PTT15PB PTT15TB
MEE190032R05P32WNO04 32 5 32 32 195 30 4 WNGUO0403 v Fig4 )
—— N 74 Al
MEE190035R05P32WN04 35 5 35 32 195 30 4 WNGU0403 v Fig4 ) ;Eﬁtﬂ ﬁ”%&
Recommended Cutting Data
MEE190040R06P32WNO04 40 6 40 32 195 30 4 WNGUO0403 v Fig4 ®
D G ANEY
MEE190040R03P32WNO08 40 3 40 32 160 60 7.5 WNGUO0806 X Fig4 ) ok SETEg Cutti > mm/tooth
WANTAA#S i = utting = ”
. . Material Speed FiJEl (M) EiEI (H)
Workpiece Material Hard Grade p Medium Cutti H it
oNEEETF Stock  ofEFIRE Available upon Order araness edium Cutting eavy Cutting
Vc (m/min) GM GH
GA4225
W < HB180 GA4230 180 0.15 0.2
Low Carbon Steel - GP4225 (150-220) (0.1-0.2) (0.1-0.25)
GP2115
GA4225
Ly BEL HB180- GA4230 150 0.15 0.2
! 350 GP4225 (120-200) (0.1-0.2) (0.1-0.25)
Alloy Steel GP2115
GA4225
FREEH HRC35-45 GA4230 150 0.15 0.2
Per-hardened Steel GP4225 (120-200) (0.1-0.2) (0.1-0.25)
GP2115
TR (SRR, BEfR) GA4225
b 140 0.15 0.2
Stainless Steel < HB270 GA4230
M (Ferrite, Martensite) GMm2140 | (100-160) (01-0.2) 0105
EEN
(BIEESE, T4 ) <HB20 | ohaosd 140 0.15 02
Stainless Steel - GM2140 (100-160) (0.1-0.2) (0.1-0.3)
(Austenite, Diphasic )
TRk chpago || ol 180 015 02
Grey Cast Iron - GK2115 (150-220) (0.1-0.2) (0.1-0.25)
m IREBIFH, IRBHHR GA4230
120 0.15 0.2
Nodular Cast Iron < HB350 GK4125
Vermicular Cast Iron GK2115 (100-180) (0.1-02) (0.1-025)
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HEsE SDKT RFIEE
Shoulder Milling SDKT Series Geometry

- S
S D KT BAMRIEH BRI BRI
i Light Cutting for General Material Medium Cutting for General Material Heavy Cutting for General Material
BREIGBESIA C
Single Side Four Edges Shoulder Milling Inserts
R
R (mm) HEERSE
Dimensions(mm) Coated
UKs
Ordering Code QR [9 § P B O =t GL GM GH
LL | L2 | S | d | R|SIS|IFI RISV | T K|S
< < o o > 7 ~ T T
| 0|0 0 | G5|l0|l0o|0|0O
SDKT14T3PEER-GL 1392113921396 | 25 | 41 | 0.8 e | O|e® | ® | @ | O
et DR PSRRI T P
. S NTRE . o o JTREEY  ESHENT
SDKTL4TSPEER-GM |13.92/1392)3.96 | 25 | 4.1 | 08 bl Bl B ° Light cutting with low force to achieve hioh Stab"g:&";g{? gz More stronger edge for rough cutting
excellent performance

SDKT14T3PEER-GH |13.92/1392|/396 | 25 | 41 | 08 | e | ® | O | O | O | O | ©

ot fEEETF Stock  oFEFRAE Available upon Order
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)=t FEkH!
Shoulder Milling Shoulder Milling
TS
MES190 MES190  eif—=ag:
. e |} 17 N, ) . . / ey :
bt - : IR/ ME , -
Arbor DIE o= Shank, Welden = TS
oDt F on a »Bx% 777777 e £
8 e e e e ] 8
Fig2 Fig3
- L1 L
R (mm) = I Fig5
rdering Code Diameters| Teet - ape |Stoc M (mm = Fay
9 ®D1 | ®dm | H W T |apmax| Insert |cooling P iTHRE BR I Dimensions(mm) ﬁj,i %E;EJ]): IK;:'I\I;'- B | EF
Ordering Code Diameters | Teeth ®D1 | ®dm L L ths I gt I Shape | Stock
MES190050R04A225D14 50 04 50 22 | 40 | 104 | 63 10 SDKT14 v Figl | e GpmiE || WES || SSeliy
MES190040R03P20SD14 40 03 40 20 120 | 40 10 SDKT14 v Fig4 °
MES190050R05A22SD14 50 05 50 22 40 | 104 | 63 10 SDKT14 v Figl | @
MES190040R03W32SD14 40 03 40 32 170 | 40 10 SDKT14 v Fig5 [
MES190063R05A22SD14 63 05 63 22 40 | 104 | 63 10 SDKT14 v Figl | e
MES190040R04W32SD14 40 04 40 32 120 | 40 10 SDKT14 v Fig5 o
MES190063R06A22SD14 63 06 63 22 40 | 104 | 63 10 SDKT14 v Figl | e
MES190050R04W32SD14 50 04 50 32 120 | 50 10 SDKT14 Vv Fig5 °
MES190080R06A27SD14 80 06 80 27 50 | 124 | 7 10 SDKT14 v Figl | e
MES190050R05W32SD14 50 05 50 32 160 | 50 10 SDKT14 v Fig5 o
MES190100R07B32SD14 100 07 100 32 50 | 144 8 10 SDKT14 x Fig2 ()

WERETE Stock  oZEFRE Availabl Ord
MES190100R08B32SD14 | 100 | 08 | 100 | 32 | 50 | 144 | 8 | 10 | SDKT14 | x | Fig2 | e SRR lock el fatable tpon Ereer

MES190125R08B40SD14 125 08 125 40 63 | 164 9 10 SDKT14 x Fig3 | e

MES190125R10B40SD14 125 10 125 40 63 | 164 9 10 SDKT14 x Fig3 | e

MES190160R08C40SD14 160 08 160 40 63 | 164 | 9 10 SDKT14 x Fig3 | o

MES190160R12C40SD14 160 12 160 40 63 | 164 9 10 SDKT14 x Fig3 | e

MES190200R10C60SD14 200 10 200 60 63 | 257 | 14 10 SDKT14 x Fig3 | o

MES190200R16C60SD14 200 16 200 60 63 | 257 | 14 10 SDKT14 x Fig3 | e

MES190250R12C60SD14 250 12 250 60 63 | 257 | 14 10 SDKT14 x Fig3 | o

MES190250R18C60SD14 250 18 250 60 63 | 257 | 14 10 SDKT14 x Fig3 | o

MES190315R15D60SD14 315 15 315 60 80 | 25.7 | 14 10 SDKT14 x Fig3 | o

MES190315R24D60SD14 315 24 315 60 80 | 25.7 | 14 10 SDKT14 x Fig3 | o

o IRAERETF Stock oFEFRE Available upon Order
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PNTRSTIES

Spare Parts

AN Twbal:)=

Guidelines to Icons

BB TIFAZET TR TR o - \ -
Parts Insert Screw Insert Spanner R iRA [7aN iRA 7N i8e
Mark Description Mark Description Mark Description
AR s o 5
Shape W | 150t WL | s T
e s ISO Standard Shank Xy | 28°Helix Square
iﬁfﬁﬂﬁf i [ E WEhER
nsert Shank ISO kRAEHEER 302 Efask
6 ISO St;ndanrd Shank Dy | 30°Helix Corner Radius
SI60M3.5X10-050181 TT15P TT15T ;@ﬁ
SDKT14* . BES | s 4 BRSL
PSI60M035100-05018IS PTT15PB PTT15TB AICrNiR/E el Endteeth
AICrN AICTN Coating m 35°Helix T — Ballnose
i ‘@ A0°HZHER TRl
JIeen] | AICTSINIRE oy | 20Helix “ Square with
N "I 71%\ . AICrSiN Coating Chamfer Chamfer
?ﬁﬁtﬂ %U = é& - m 45Ul W | @
. . IAINGRE 45°Helix
Recommended Cutting Data WU | 1 Conting EEBF-% [ o] M Chamfer
elix o p
BEA /7] (fz) AITiN AlITINGEKRE ?:ﬁfﬁg Helix E gl?eels
——— MRS | tgfgff mm/tooth 8 | Nano Coating AITIN
AT A ! = " ” " /A0
: : Material Speed B (L) SiIEI (M) EHEI (H) — 157/40° WRRvE=dizs FEEW
el b e Hardness iz P Light Cutting | Medium Cutting | Heavy Cutting =} AICIN/ ﬁi%rr\’}l//TTllsS'ng Xy | Variable Helix M Stainless Steels
Ve (mymin) Gl M GH Coating | RISIL Coating . — P
; AITIN/TISINGSKZ 2 mﬁ Variable Helix T m CastIron
G GA4225 180 0.1 0.15 0.2 AITiN/ Nano Coatin d
Low Carbon steel | <HB180 | GA4230 | L G0 0.05-0.15 0.1-02 0.1-0.25 SN Wi - H ARExHIR
ow Carbon Stee GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25) m XYEE@% . Workpiece m Non-ferrous
TIAICISING 2 m Variable Helix Material Materials
TIAICTSiN bt
TIAICrSiN Coating T BRaE. KEse
Laih Bl HB180- | Sha2Zs 150 01 015 02 Uy | TSR Heat. resistant
‘Alov Steel 350 Gpagps | (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25) HESRIESE | Veriable Helix Super Alloye
y otee N-DIA i o '
Normal Diamond o Titanium Alloys
Coating E 1 7J37%87]
GA4225 2 e 1 Flute Endmills R
per o B | HRC35-45 | GA4230 (120.200) 0050.15) 0102 01025 M ﬁfﬁﬁgﬂg:ﬁ m High Hardened
er-naraene tee - .U>-0. .1-0. .L-0. . i
GP4225 Diamond Coating gﬁuzﬁg}d . Materials
ute Endmills
e
M ((BRERPR, DA ) GA4225 140 0.12 0.15 0.2 E For Side Milling 3 93287
Stainless Steel < HB270 GA4230 (100-160) 01-0.2) (01-0.2) (0.1-0.3) 70 3 Flute Endmills
(Ferrite, Martensite) GM2140 e e iahe ot - 2 u :
CuttIin i T
M g For Slotting No.of F‘ 4 7318570
TBR GA4225 Condition Flutes | B4g | 4 Flute Endmills
(ARG, U8 ) <HB270 | CA4230 120 0.12 0.15 02 AL
Stainless Steel = eMo1a0 | (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3) (SRS
(Austenite, Diphasic ) For Profile Milling g ?ftﬁﬁ?ﬁEﬂd »
ute enamills
GA4230 "
IREFE 180 0.1 0.15 0.2 w IE20°02hE R 6 715
Grey Cast Iron <HB280 | GKA12> | (s0-220) (0.05-0.15) (0.1-02) (0.1-0.25) Xy | -20°Helix E6] SN
m i | Y | 15miem M 12 ;e
Iﬁ%ﬁ Ii%‘cﬂl%%%%t < HB350 Sﬁﬁfié’ 120 01 0.15 0.2 Helix | (i | 15°Helix 124 1 12 Fute Endmits
odaular Cast lron <
Vermio o east o aKo11e | (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25) :
m 20°4ZHEfR
m 20°Helix
KN 80 0.08 0.10 0.12
m Quenching Steel | MRCA8-35 | GA4230 | 59150 (0.05-0.15) (0.08-0.15) (0.08-0.20)
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SAM200 /NMZFINT32%%T]

SAM200 EndMills for Small & Cavity Milling

SAM200-SN2

o ERTEESMERYRIERINT, INMEEINT273L37587]
Suitable for deep cavity micro-processing of copper alloy. 2 Flute, Extended Neck-Square End Mill

o KEF—RMUREREEE+TIAICISINGHEEPKIRE. 5 R Neck R
Adopting a new generation of high performance fine cemented carbide substrate + ﬁ’t - #’ﬂ

TIAICrSiN high performance nano coating. o - - - ST gi

. BHEOBERKEEHT, L — = @)[reo -] UL [

Special angles with reduced neck design.
RICIBEIESEPO61IT  See page 061 for guidelines to icons

o SREENTIRBE  SREERIRKICE.

High precision diameter, High precision Ballnose profile. sz | T | ok | @z | ok | T T ——
N iTHRE D L1 Lc d2 L d R 0 The effective under-neck length for the | 27
e = %JEE"JD*@ (h5). Ordering Code Mill lg\‘ne%?(r Flute | Neck |Overall | Shank | Neck R |interference various draft angles Stock
ngh precision shank (hS) Dia. Length Length | Dia. |Length| Dia. Angle 0.5° 1° 15° 20 3°
SAM200-SN2-0.2-1-H 0.2 1 03 | 017 | 50 4 1 13.19 105|109 | 113|117 | 126 | e
SAM200-SN2-0.3-1.5-H 03 | 15 | 045 | 027 | 50 4 2 12.31 159 | 167 | 174 | 181 | 196 | @
SAM200-SN2-0.4-2-H 04 2 0.6 | 037 | 50 4 2 11.57 212 | 222 1230|239 | 258 | e
SAM200-SN2-0.5-2-H 2 11.49 212 | 222 (230|239 | 258 | e
SAM200-SN2-0.5-4-H 4 9.37 421 | 436 | 452 | 469 | 507 | e
0.5 0.75 | 047 50 4 2
SAM200-SN2-0.5-6-H 6 7.90 6.28 | 650 | 6.73 [ 699 | 755 | @
SAM200-SN2-0.5-8-H 8 6.83 835 | 864 | 895|928 |1004| e
SAM200-SN2-0.6-2-H 2 11.21 217 | 232 | 245 | 256 | 278 | @
SAM200-SN2-0.6-4-H 4 9.13 430 | 452 | 470 | 487 | 527 | e
0.6 09 | 057 | 50 4 4
SAM200-SN2-0.6-6-H 6 7.70 640 | 667 | 691 | 717 | 775 | @
SAM200-SN2-0.6-8-H 8 6.65 849 | 881 | 913 | 947 |1024| e
SAM200-SN2-0.8-4-H 4 8.94 428 | 448 | 466 | 483 | 522 | @
SAM200-SN2-0.8-6-H 6 7.49 637 | 663 | 687 | 713 | 771 | e
0.8 12 | 076 | 50 4 4
SAM200-SN2-0.8-8-H 8 6.44 846 | 877 | 9.09 | 943 |1020| e
SAM200-SN2-0.8-10-H 10 5.65 10.54 (1091|11.31|11.73|1268| e
SAM200-SN2-1-4-H 4 50 8.70 4.28 | 448 | 4.66 | 483 | 5.22 [}
SAM200-SN2-1-6-H 6 50 7.24 6.37 | 663 | 687 | 713 | 7.71 °
SAM200-SN2-1-8-H 8 50 6.20 846 | 877 | 9.09 | 943 |1020| e
/ 1 15 | 096 4 4
[ SAM200-SN2-1-10-H 10 50 5.42 10.54 (1091|11.31|11.73|1268| e
SAM200-SN2-1-12-H 12 55 4.82 12.61|13.05|13.52|14.03| 1517 | e
SAM200-SN2-1-14-H 14 55 4.33 14.68 |15.19|15.74|16.33|1765| e
SAM200-SN2-1.5-6-H 6 50 6.59 633 | 658 | 682|707 | 764 | @
SAM200-SN2-1.5-8-H 8 50 5.57 841 | 872 1903|937 |1013| e
SAM200-SN2-1.5-12-H 15 12 225 | 144 55 4 4 4.25 12.56|13.00|13.47| 1397|1510 | e
SAM200-SN2-1.5-16-H 16 55 3.44 16.69 |17.27|17.90|18.57|20.08 | e
SAM200-SN2-1.5-18-H 18 60 3.14 18.76 119.41|20.12|20.87 | 22.56 | @
J E/%Eﬁ S‘t_?ckI D Tol.
o FEFRE Available upon Order 0.2< D< 0.5 —8.007
06sD<09| 3o
HEFEFLIHIS ] Cutting Parameters % P066 :
. 10sD<60| Qo5

unit - mm
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SAM200-SN2

IMERINTI27)F3L37%%7]

2 Flute, Extended Neck-Square End Mill

i -

Under Neck Length

T 0

Interference angle 0

SEhRA A
The effective
under-neck length

WS

Draft_argle

Q-1 L

FRCIHABESEPO61R  See page 061 for guidelines to icons

) £E@1T Continue

sz | R | i | @ | 2k | B Fi5hy XIRIR ARV
iTERE D L1 Lc d2 L d IR 9 The effective under-neck length for the | 7%
Ordering Code Mill L'J\lnecitle(r Flute | Neck | Overall | Shank | Neck R|Interference various draft angles Stock
Dia. Length Length | Dia. |Length| Dia. Angle 0.5° 1° 1.5° 2° 3°

SAM200-SN2-2-6-H 6 50 5.80 6.30 | 6.54 | 6.77 | 7.03 | 7.60 )
SAM200-SN2-2-8-H 8 50 4.83 838 | 868 | 899 | 933 |10.08| e
SAM200-SN2-2-10-H 10 50 4.13 10.45|10.82|11.21| 1163|1257 | e
SAM200-SN2-2-12-H 2 12 3 1.92 55 4 4 361 12.5212.96|13.42| 1393|1506 | e
SAM200-SN2-2-14-H 14 55 321 1459 |15.09|15.64| 1623|1754 | e
SAM200-SN2-2-16-H 16 55 2.88 16.65|17.23|17.86| 1853 |%cF+i5| @
SAM200-SN2-2-24-H 24 65 2.06 2492 |25.79(26.72|27.72 | IcFi&| @
SAM200-SN2-2.5-10-H 10 55 333 1042 |10.78|11.17| 1159|1253 | e
SAM200-SN2-2.5-20-H > 20 375 | 24 o | N 188 [2076|2148|22.26 | %F$|KF5| o
SAM200-SN2-3-10-H 10 60 5.47 10.40 |10.76 |11.15| 11.57 | 1251 | e
SAM200-SN2-3-12-H 3 12 45 | 288 | 60 6 4 4.86 1247 11290|13.37| 1387|1499 | e
SAM200-SN2-3-20-H 20 65 3.35 20.74 | 2146 |22.23|23.07 | 2494 | e
o IRAEFETF Stock Tol.
o FETRTE Available upon Order 0.2< D< 05 -8.007
LTSS Cutting Parameters 3 P066 0.6< Ds 0.9 o1
10s D60 | Qo1

unit  mm

CUTTING TOOLS | #JEI702

SAM200-SN2

INZRINT27) 3k 7 5% 70
2 Flute, Extended Neck-Square End Mill

3 R Neck R

o — — - - - —F :éi
Lilke || !

e ere————.=

Q-1 L

FRCIHBBIES%EP061  See page 061 for guidelines to icons

) £E@1T Continue

< P P g YRR IE AR BER
ST e ENES §ﬂE‘]l':t K| ] | 2K AR Fish The effective under-neck length for the
'Jh? D Lc d2 L d R 6 various draft angles EF
Ordering Code Mill L,{l"d‘f(' Flute | Neck |Overall | Shank | Neck R|interference Stock
Dia. Ler?;th Length | Dia. |Length| Dia. Angle 05° | 1° | 15° 20 30

SAM200-SN2-3-24-H 3 24 as 288 70 6 4 2.90 24.87|25.74|26.67 | 27.67 |ITi5| @

SAM200-SN2-3-36-H 36 ’ ’ 75 206 3727|3857 3997 | 4146 |KFi5| e

SAM200-SN2-4-16-H 16 60 2.89 16.58|17.16 | 17.78 | 1845 | &Ti%| @

SAM200-SN2-4-25-H 4 25 6 386 70 6 4 1.99 25.89(26.79 | 27.76 | Fi% | KT8 | @

SAM200-SN2-4-32-H 32 ’ 80 1.60 3312|34.28 | 3551 | BT | BT | e

SAM200-SN2-4-48-H 48 90 111 |49.66 |5139 |+ | T8 | BTFE| e

SAM200-SN2-5-16-H s 16 75 485 70 6 4 1.60 16.58|17.15|17.77 | FcF5 | B Ti% | @

SAM200-SN2-5-25-H 25 ' ’ 70 1.06 |25.88|26.78 | BT | KT | L5 | o

SAM200-SN2-6-20-H 20 70 - - - - - - [

6 9 5.85 6 -

SAM200-SN2-6-30-H 30 80 - - - - - - [ ]
. E/&Eﬁ Stpck Tol.
o FTRTE Available upon Order 0.2< D< 05 —8.007

06sD<09| §o1
HEFFLIEI S 2L Cutting Parameters % P066 5
10sDs60| Y15
unit  mm




tIHI7JE | CUTTING TOOLS
HEFTIEISE
Recommended Cutting Data
SAM200-SN2
IMBRINT 2733755 T]
2 Flute, Extended Neck-Square End Mill
WorkpiIe{ﬂll*iterials
Mﬁﬁ?ia. Under N%Eﬁ Length ( :1?“ ) E?E 1&2%1];2]%
(mm) (mm) r/min mm/min
0.2 1 0.014 45,000 637
03 15 0.021 43,200 612
0.4 2 0.028 34,560 762
2 0.035 34,560 762
4 0.02 31,104 627
0> 6 0.013 27,648 488
8 0.008 27,648 418
2 0.042 34,560 1089
06 4 0.024 31,104 896
6 0.015 31,104 896
8 0.015 27,648 697
4 0.056 34,560 1089
6 0.032 31,104 896
08 8 0.02 31,104 896
10 0.012 27,648 697
4 0.07 31,104 1465
6 0.04 27,994 1210
L 8 0.04 27,994 1210
10 0.025 27,994 1210
12 0.025 24,883 941
14 0.025 24,883 941
6 0.11 24,192 1257
8 0.08 21,773 1034
15 12 0.06 21,773 941
16 0.038 19,354 732
18 0.038 19,354 732

[;£E] B5%P0671., [Note] Please refer to P067

CUTTING TOOLS | #JEI702

HEFIHIZE

Recommended Cutting Data

SAM200-SN2

INERINT 2703k 75570
2 Flute, Extended Neck-Square End Mill

TR
Workpiece Materials

Mﬁﬁ%ia. Under l\%ﬁ( Length ( r?l?n ) $§g§ &g%/lfgﬁ
(mm) (mm) r/min mm/min
6 0.2 18,144 1257
8 0.14 18,144 1257
10 0.14 18,144 1257
2 12 0.1 16,330 1034
14 0.08 16,330 1034
16 0.08 16,330 941
24 0.05 14,515 732
10 0.18 15,552 1134
2 20 0.1 13,997 1008
10 0.25 13,824 1198
12 0.21 13,824 1198
3 20 0.12 12,442 896
24 0.08 12,442 896
36 0.06 11,059 850
16 0.28 10,350 2070
4 25 0.16 9,315 1677
32 0.1 8,223 1481
48 0.06 7,106 1015
5 16 0.3 8,113 1622
25 0.3 7,301 1459
6 20 0.5 6,676 1466
30 0.4 6,070 1332

(E=]
LIBEATHMR. IR, ERGENRIR  EEmSaKe.

2LpRINT A, EEEBINTRR. BRY. ERURSESR , XHIRIEMHTEE.

3ANFEAARESHRIETRPAFIEIE | NIFHARER SHEEZR LU IR,

[Note]

1. Use the appropriate coolant such as oil mist or emulsion for the work material and machining shape.

2. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.

3.If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.




tIHI7JE | CUTTING TOOLS

SAM200-BN2

INEZRINT270Bksk 375570
2 Flute, Extended Neck-BallINose EndMill

5 R Neck R ———

o 44— - - - SNy A
e =lQ]-1<] Unalis
L h5 m Ballnose

IRCIHBBESEPO6LE  See page 061 for guidelines to icons

CUTTING TOOLS | #JEI702

SAM200-BN2

INZRINT 2708k 755570
2 Flute, Extended Neck-BallINose EndMill

i R Neck R

ik
Under Neck Length

T o

Interference angle 0

HREK
angle

Q[ Ll

IRCIHBBESEPO6LE  See page 061 for guidelines to icons

) £E@1T Continue

P I K < . RIS R
o Tl Al T O el e el I
Ordering Code Mill R lg\lnedc?(r Flute | Neck [Overall Shank | R |Interference Stock Ordering Code Mill | R lg\lnedc?(r Flute | Neck |Overall [Shank | R |Interference Stock
Dia. Length Length| Dia. |Length| Dia. Angle 0.5° 1° | 1.5° 20 3° Dia. Length Length| Dia. |Length| Dia. Angle 0.5° 1° 15° 20 30
SAM200-BN2-0.2-1-H | 0.2 | 0.1 1 |016 017 | 50 4 1 1335 [ 104108111 115|124 | e SAM200-BN2-1.5-6-H 6 50 7.08 6.30 | 6.53 [ 6.73| 696 | 746 | e
SAM200-BN2-0.4-2-H 2 1183 | 211 |220|228 236|253 | e SAM200-BN2-1.5-8-H 8 50 5.92 838 | 867 895|926 | 995 | e
SAM200-BN2-0.4-3-H 3 10.63 |3.16 (328 (339|351 (377 | e SAM200-BN2-1.5-10-H 10 50 5.08 |10.46(10.80{11.17|/11.56| 1244 | e
04 | 0.2 032|037 | 50 4 2 1.5 |0.75 12 | 144
SAM200-BN2-0.4-4-H 4 9.64 420 | 434|449 | 466 | 502 | e SAM200-BN2-1.5-12-H 12 55 445 ]12.53|12.94|13.38|13.86| 1492 | e
SAM200-BN2-0.4-5-H 5 8.83 524 | 541 | 560|581 | 626 | @ SAM200-BN2-1.5-16-H 16 55 356 |16.67|17.22|17.82|18.46| 19.89 | e
SAM200-BN2-0.5-2-H 2 1183 | 211 220|227 235|252 | e SAM200-BN2-1.5-18-H 18 60 324 |18.74|19.36/20.03(20.76| 2238 | e
SAM200-BN2-0.5-4-H | 0.5 | 0.25| 4 04 | 047 | 50 4 2 9.59 420 | 434|449 | 465|500 | e SAM200-BN2-2-6-H 50 6.45 6.26 | 6.47 | 6.67 | 6.88 | 735 | @
SAM200-BN2-0.5-6-H 6 8.06 6.27 | 648 | 671 | 695|749 | e SAM200-BN2-2-8-H 50 5.27 834 | 861 888|918 | 984 | e
SAM200-BN2-0.6-2-H 2 1160 |215]228 240 |251|271| e SAM200-BN2-2-10-H 10 50 445 ]1042|10.75/11.10|11.48| 1233 | e
SAM200-BN2-0.6-4-H 06 | 03 4 048 | 057 | s0 4 4 9.39 428 | 449 | 466 | 483|519 | e SAM200-BN2-2-12-H 2 1 12 | 16 | 192 | 55 385 |1249|12.89|13.32(13.78| 1481 | e
SAM200-BN2-0.6-6-H 6 7.88 6.39 | 6.65 | 6.88 | 713|768 | e SAM200-BN2-2-16-H 16 55 3.04 |16.62|17.16/17.75/18.38| 19.79 | e
SAM200-BN2-0.6-8-H 8 6.79 848 | 8791910943 (10.17| e SAM200-BN2-2-20-H 20 60 251 |20.76|21.44|22.18|22.98 | I-Fi5 | @
SAM200-BN2-0.8-4-H 4 9.30 425 | 445|461 477 | 513 | @ SAM200-BN2-2-24-H 24 70 213 |24.89|25.72|26.61|27.58 | T | @
SAM200-BN2-0.8-6-H 08 | 04 6 064 | 076 | 50 4 4 7.74 6.36 | 661 683|707 761l | @ SAM200-BN2-3-8-H 8 55 7.03 828 | 852877 |9.04 | 966 | e
SAM200-BN2-0.8-8-H 8 6.63 845 |875(9.05|9.37 {10.10| e SAM200-BN2-3-10-H 10 60 6.05 |10.35|10.66/10.99|11.34| 1214 | e
SAM200-BN2-0.8-10-H 10 579 ]10.53|10.88|11.26(11.67|12.58| e SAM200-BN2-3-12-H 12 60 530 [12.42|12.80|13.20|13.64| 1463 | e
SAM200-BN2-1-4-H 4 50 9.16 4254441460476 510 | @ SAM200-BN2-3-16-H 3 |15 16 24 | 288 60 426 |16.55|17.07|17.64|18.24| 19.60 | e
SAM200-BN2-1-6-H 6 50 9.44 6.35 | 6.60 | 682|706 759 | e SAM200-BN2-3-20-H 20 65 355 |20.69|21.35/22.07(22.84| 2457 | e
SAM200-BN2-1-8-H 1 |05 8 0.8 | 096 | 50 4 4 6.43 844|874 |9.04 |9.36 |10.07| e SAM200-BN2-3-25-H 25 70 294 |25.85|26.70|27.61|28.59 | LT | @
SAM200-BN2-1-10-H 10 50 560 [10.52|10.88|11.25(/11.66|12.56| e SAM200-BN2-3-30-H 30 75 2.51 |31.02|32.05|33.15|3434| LT | @
SAM200-BN2-1-12-H 12 55 496 |12.59|13.02|13.47|13.96|15.05| e SAM200-BN2-3-36-H 36 80 214 |37.22|3847(39.80|41.24| LT | @
o TRAEEEF Stock D Tol. o tRAEEETF Stock D Tol.
o FEFAE Available upon Order Re 0.25 -+ 0,003 o FEFhRE Available upon Order Re 0.25 + 0,003
R 0.25 + 0.005 R 0.25 + 0.005

HEFFLIHIS L Cutting Parameters X P0O71
mm

HEEFTIEIS4] Cutting Parameters 3 P071

mm
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SAM200-BN2 MRS 5

Recommended cutting data

IMZFIN L2708k 7%
2J ;IJ:ZHHExtefjjezj;L:iEIZ—jBallNose EndMill SAM200-BN2
' INERINT 270 BkL 375570
2 Flute, Extended Neck-BallINose EndMill

H R Neck R . pr———
— /1 " H, Eae
< 4— - - - SR N e TR A
- - | @ | s m - Workpiece Materials Copper Alloys
h5 m Ballnose
L
IRCIHBBESEPO6LE  See page 061 for guidelines to icons sz o P e
BREAZR = & ap &
) 481 Continue (mm) Ml e Under Neck Length (mm) i L
/ < 2 | == 2 . 8 XS RRIE R R E BEIK
s = oMz BR éﬁ&t K || 2K | IR Figh The effective under-neck length for the e Lz 1 0.014 45000 378
TS D 7= Lc d2 L d 0 various draft angles EF 2 0.028 45000 622
i f 1 Under Neck
Ordering Code Mill | R | Neck | Flute | Neck | Overall | Shank | "R |Interference Stock
Dia. lerth Length| Dia. |Length | Dia. Angle 0.5° 1° 1.5° 20 30 e il 3 0.016 45000 504
- ’ ’ 4 0.01 45000 504
SAM200-BN2-3-30-H 30 75 251 [31.02|132.05|33.15 |3434 | T4 | e
SAM200-BN2-3-36-H e 36 24 | 288 80 6|4 214 |37.22(3847|39.80 | 4124 | IF% > 0.008 41472 423
S 200- 2- : 0- 0 .8 10'3 0’60 0'91 1 '2 ]l.JZ OIO . 2 0.035 45000 1080
AM -BN2-4-10-H 1 55 4.85 .31 10. 10. 1.25 . ® 0.25 05 2 0.02 38800 700
SAM200-BN2-4-12-H 12 60 4.15 12.38|12.74| 13.13 | 13.55| 1448 | e 6 0016 34560 588
SAM200-BN2-4-16-H 16 60 322 [16.52|17.02| 1756 (1815|1946 | e 5 016 45000 3532
SAM200-BN2-4-20-H 20 65 2.63 20.65[21.30 | 22.00 | 22.75 | &FiF | @
4 | 2 3.2 /3586 6 | 4 v - a5 i 4 0.16 45000 3200
SAM200-BN2-4-25-H 25 70 214 |2582|2665| 27.54 | 2850 | BT | e : : 6 0.06 40435 2313
SAM200-BN2-4-32-H 32 75 170 |33.05/34.14 3530 | £F# | ETH| @ 8 0.053 37325 1746
SAM200-BN2-4-35-H 35 80 156 [36.16|37.35| 3862 | ITiF | TiF| e 4 0.078 45000 2430
SAM200-BN2-4-48-H 48 90 115 |49.59|51.25 | EF% | T8 | KFE| e v 08 6 0.042 45000 2042
SAM200-BN2-5-16-H 16 65 1.86 16.49|16.98 | 17.50 | BT | TFH| o ’ ’ 8 0.02 44928 1455
SAM200-BN2-5-20-H s |25 20 4 |ags 70 6 4 148 |20.63|21.26 | & | T | TTHE| e 10 0.02 34560 1058
SAM200-BN2-5-25-H | 25 ’ 75 117 |2579|2661 | &F¥ | ZBF8 | KFi$| o 4 0.14 45000 3375
SAM200-BN2-5-40-H 40 80 073 |4130|&FT¥ |18 | TTE | BT8P | e 6 0.06 45000 2836
SAM200-BN2-6-12-H 12 60 - - - - - - ® 0.5 1 8 0.06 41990 1890
SAM200-BN2-6-20-H 6 3 20 43 | 585 65 6 - - = = = = Y 10 0.038 41990 1890
SAM200-BN2-6-30-H 30 | 7|7 75 - - - - - - ° 12 0.025 31104 1322
6 0.2 45000 4456
SAM200-BN2-6-50-H 50 100 - - - - = = )
8 0.09 35381 2522
o R Stock B = 075 15 10 0.09 32659 2327
o ZEFlixE Available upon Order R< 025 + 0,003 12 0.09 32659 1940
16 0.038 24192 1357
R 0.25 + 0.005
HEFFIIBIS4L Cutting Parameters 3 PO71 18 0.038 24192 1357
mm 6 0.4 34020 4593
1 2 8 0.28 34020 4593
10 0.21 31752 3811

[(¥E] i52%P0727, [Note] Please refer to P072




tIHI7JE | CUTTING TOOLS

UP210i@RIINT3z5%7]
UP210 Endmills for General Purpose
HEFTIHISE

Recommended Cutting Data

- o ERTEEN. FHHkR(<48HRORINNT,
S,AIYIZOO BNE Suitabllzl for steels & cast iron(<48HRC).
ANESEN MWD S Vi YN

2 Flute, Extended Neck-BallNose EndMill o RASMBEAICIRRE , MEIR. MER.
High performance AICr series coating,high temperature resistance and high wear resistance.

Workpieca Materials “Cope o BEERBESH , K, WSS
Copper Alloys 5517 ' 1< I <
Recommend to use oil mist cooling, water cooling, oil cooling and air cooling etc.
I(S?nﬁ%k "'}ﬁnltﬁ')a Under '(‘TEE,E‘) Length (mm) frrmi ffﬁi
12 0.12 28577 3428
16 0.12 26536 1911
! 2 20 0.075 24494 1764
24 0.05 18144 1234
8 0.6 25920 5832
10 0.42 25920 5832
12 0.315 24192 4354
16 0.315 24192 3920
> } 20 0.18 20218 2730
25 0.12 20218 2730
30 0.12 18662 2520
36 0.08 13824 1762
10 0.6 18630 5589
12 0.48 18630 5589
16 0.42 18630 5589
2 4 20 0.42 16146 3875
25 0.24 14531 3139
32 0.16 13414 2415
35 0.1 13414 2415
48 0.1 9936 1689
16 0.53 13608 4899
25 5 20 0.53 12636 4549
25 0.3 11372 4094
40 0.2 10498 2268
12 0.6 14580 6124
20 0.5 13770 5370
’ ° 30 0.42 11232 3235
50 0.15 9331 2418
[E=]
LisEaTHME. IR, ERAENSIIR  HERHSTKS,
2LFRINT A, EERINTAR. BRY. ERIRSES , MTIEIREHTEEE.
SINFENREERIET RIS | NIHARE R SEERRE— T,
lF’l\lJcs)éetlhe appropriate coolant such as oil mist or emulsion for the work material and machining shape.

2. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
3. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.




UPR210/UPN210%EA0T37%%7] UPR300i KA SHEIN T 375%)]

UPR210 & UPN210 Roughing Endmill UPR300 Roughing Endmill with Standard Knuckle-type Teeth

o ERTEER. HHRME(<48HROMEBINI. BT , ERERES. o ERTEEN. HFHE(<48HROBAIER. XINBHENT , SR ERES.
Suitable for semi finishing and roughing in steel and cast iron(<48HRC) , Suitable for large cutting depth and large cutting width for milling application in steel and
provides high metal removal rate. cast iron (<48HRC) , with a high metal removal rate.

o GUZRREAERAICTRSIEMKIAE | LT SMEMESSHIMRITEES. s REBEERERTT  INTRFHBMETE  AiBteeits. IRIRE. RSN,
GU series fine carbide substrate and AlCr series high performance nano coating provide Fine knuckle-type teeth design gives super fine and short chip, smooth chip removing, low
superior wear resistance and toughness. cutting force and low machine load.

*  RENERRIASRITTBERLT  NTIRFEEERE . fERs , SER T SRERENT. o HRIVDOLE , BRUEST) BN TSP IR,
Standard knuckle-type teeth design and flat knuckle-type teeth design give fine and short Special handling of cutting edge, highly promoting the avalanche resistance and the wear
chip, smooth chip removing, raise quality of production by suppressing chattering. resistance while cutting tool under roughing process.

*  UPR210ZFISRAAS KIREARIFIIURMERLT | SCEIFAREIE.
45° helix angle design and unique U type chip pocket design of UPR210 give stable machining.

*  UPN210ZRFIRAIRISHIARERIRLT , SLHIRIFAIHFBIERE.
Unique large R type chip pocket design of UPN210 creates big chip pocket space and excellent
chip removing performance.
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JERFBR (&RE5)

Endmills Index -Tool Series

Tt
Workpiece Material
vy | ER |2 . INDES =
Vﬂ?ﬁe Noof ;w: e TIRERRINY =HRS );;rnEE e CEE_E 1234 56 123 123 123 4 5 123 4 1 2 34
Material Flutes o Coating Description Type Range Din;gn:ion Paramet%rs RSN, A2, =Rad N . N
J Page B2W | agw | SEN | gu | BER | @SR | SAME | Heat | HA® | BEN | SEN | SEN
Carbon | Ajioy Steel Stainless Cosiliran Aluminium| Copper Graphite, | Resistant | Titanium Hardened | Hardened | Hardened
Steel, Alloy y Steel Alloys Alloys | Composite | Super Alloys Steel Steel Steel
Steel Materials | Alloys
< 35HRC| < 48HRC 45-55HRC|55-60HRC| > 60HRC
UP210
AN | U R RES R T —asS
t4‘ ACSN 4 Flute, Standard Length-sharp end tooth UP210-5C4 D4 ~ D20 P78 © © o ©
U R M 2oL ascigies W0 eSS
t4‘ AlCrSIN 4 Flute, Standard Length-45° helix angle UP210-54A D4 ~ D20 P79 Pas © © © ©
U P 4 DERL -45cigiER W ———RSSS
E‘" AlCrSiN 4 Flute, Corner Radius-45° helix angle UP210-R4A D4 ~ D20 P80 © © o ©
A B\ / W 4 DEimgET] 60° e g
E‘" ACrSiN 4 Flute, Chamfering milling cutters 60° UP210-160 D4 ~ D20 P82 © © © © © ©
A NI\ / M| 4 EImEET] 90° o
4 ALl 4 Flute, Chamfering milling cutters 90° UP210-L90 D4 ~ D20 P83 P89 © © o © o ©
i A N\/ EIfEYE :
ek | 470 7] 120° | ) .
Steels, t4‘ M 4 Flute, Chamfering milling cutters 120° UP210-1120 D4 ~ D20 P84 © © o © O @)
Cast Iron
UPR210
oA | M| 4 7osEmnT L Rl Y
t4‘ Chamfor | 4 Flute Square, with Roughing Geometry UPR210-54 D6 ~ D20 P85 P90 © © ¢} © o)
UPN210
oA N 47T
l4‘ Charor Rl | 4 Flute Square, with Roughing Geometry UPN210-54 D6 ~ D20 P86 P92 © © @) ©) o
UPR300
7\ M 34TEMIEL 0 eSS
l4‘ Chamer ACSIN 3&4 Flute Square, with Roughing Geometry UPR300-53/54| D6 ~ D20 P87 P94 © © o © 1o

© 3FEHEIES Most Suitable O —RRIES Suitable




1EI7JE | CUTTING TOOLS CUTTING TOOLS | HJHITIE
AT Sk-SR AL ATIFSL-45" 1R

4 Flute, Standard Length-Sharp End Tooth 4 Flute, Standard Length-45° Helix Angle

o — Wﬁ Figl ( AR o — Mﬁiﬁ%ﬂ Figl = m

e

=CEEE S =CEEE

Le
L L—’ TRCIBBIESEPO61E  See page 061 for guidelines to icons L TRCIRBBIESEP061T  See page 061 for guidelines to icons
Ord;?ﬁ%%(:ode = Le L d Fige% No. S%Ic%k Ordgﬂ‘%%code o - L d Fige% No. Sjtgo?c?k
UP210-SC4-04011 4 11 50 4 2 ° UP210-S4A-04011 4 11 50 4 2 °
UP210-SC4-06016 6 16 50 6 2 ) UP210-S4A-06016 6 16 50 6 2 )
UP210-SC4-08020 8 20 60 8 2 ) UP210-S4A-08020 8 20 60 8 2 °
UP210-SC4-10025 10 25 75 10 2 ) UP210-S4A-10025 10 25 75 10 2 )
UP210-SC4-12030 12 30 75 12 2 ° UP210-S4A-12030 12 30 75 12 2 °
UP210-SC4-16036 16 36 100 16 2 o UP210-S4A-16036 16 36 100 16 2 o
UP210-SC4-20045 20 45 100 20 2 o UP210-S4A-20045 20 45 100 20 2 o
o IREEEETF Stock D Tol. o TRAERETF Stock D Tol.
o FEFhTE Available upon Order D< 12 -8.02 o FEFRTE Available upon Order D< 12 -8.02
D 12 Sos b 12 Sos

Bfizunit (mm ) BAftzunit (mm)

T {444} Workpiece Material T 4% Workpiece Material

1234 5 123 123 1 23 1234 5 123 123 1 23
s S PN o . % = = . -
Bf%?ésﬁkﬁc? (35'?4%&@}10 TEN sEek RN AN W(imésﬁl%m (353%&?%) TEN ek N N
Stainless & Hardened Steel Hardened Steel Stainless : Hardened Steel Hardened Steel
Carbon Steel,Alloy Alloy Steel,Tool Steel Cast Iron (45-55HRC ) (> 55HRC) Carbon Steel,Alloy Alloy Steel,Tool Steel Cast Iron (45-55HRC ) (> 55HRC)
Steel(<35 HRCQ) Steel(35-48HRC) Steel(<35 HRCQ) Steel(35-48HRC)
© © O © © © @) ©

© FxiEA Most Suitable

0 i&& Suitable

HEFEFLIHI S Cutting Parameters % P088

© ERI&& Most Suitable

0 1&& Suitable

HEFEFIEIS 2] Cutting Parameters % P088
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IHI7JE | CUTTING TOOLS

UP210-R4A

A7) [ERk-45°1RhER
4 Flute, Corner Radius-45° Helix Angle

UP210-R4A

AT)[EfAL-A5 125
4 Flute, Corner Radius-45° Helix Angle

b ra
[ | ﬂ Figl ) e —— ﬂ Figl ¥
I e : PSS | B : PSS

L L
> S

=i ~ =Rl UL s - =Rl UL

TRCHBEIESEP061I  See page 061 for guidelines to icons

FRCIBAIESEPO61I  See page 061 for guidelines to icons 1

=] EsS EF RS ES EF

OrderinJ\g Code - = r L d Figure No. Stock Ordering Code o ke r L d Figure No. Stock
UP210-R4A-04005 4 11 0.5 50 4 2 ) UP210-R4A-10025 10 25 2.5 75 10 2 ®
UP210-R4A-04010 4 11 1 50 4 2 ® UP210-R4A-10030 10 25 3 75 10 2 )
UP210-R4A-06005 6 16 0.5 50 6 2 ) UP210-R4A-12005 12 30 0.5 75 12 2 )
UP210-R4A-06010 6 16 1 50 6 2 ® UP210-R4A-12010 12 30 1 75 12 2 )
UP210-R4A-06015 6 16 15 50 6 2 ) UP210-R4A-12015 12 30 15 75 12 2 )
UP210-R4A-08003 8 20 0.3 60 8 2 ® UP210-R4A-12020 12 30 2 75 12 2 )
UP210-R4A-08005 8 20 0.5 60 8 2 ) UP210-R4A-12025 12 30 2.5 75 12 2 )
UP210-R4A-08010 8 20 1 60 8 2 ) UP210-R4A-12030 12 30 3 75 12 2 )
UP210-R4A-08015 8 20 15 60 8 2 ) UP210-R4A-16005 16 36 0.5 100 16 2 )
UP210-R4A-08020 8 20 2 60 8 2 ) UP210-R4A-16010 16 36 1 100 16 2 )
UP210-R4A-10002 10 25 0.2 75 10 2 ) UP210-R4A-16020 16 36 2 100 16 2 o
UP210-R4A-10005 10 25 0.5 75 10 2 ® UP210-R4A-16030 16 36 3 100 16 2 o
UP210-R4A-10010 10 25 1 75 10 2 ) UP210-R4A-20010 20 45 1 100 20 2 o
UP210-R4A-10015 10 25 1.5 75 10 2 ) UP210-R4A-20020 20 45 2 100 20 2 o

UP210-R4A-10020 10 25 2 75 10 2 ® o FRfEET Stock 5 T

o FEFRTE Available upon Order D< 12 0

o tRHERETE Stock D Tol. = -0.02

o EFRE Available upon Order b< 12 9o D 12 o3

D 12 _8 03 BAft7unit (mm)
Bfizunit (mm )
T{4#4#l Workpiece Material T{4#4#l Workpiece Material
1234 5 123 123 1 23 1234 5 123 123 1 23

Carbon Steel,Alloy Alloy Steel,Tool Stgitnlelss Cas‘t Iron Ha;dst_eggg;(t:eel Har:lesn;gRSéeeI Carbon Steel,Alloy Alloy Steel,Tool Stginlelss Cas;( Iron Ha;csl?;lseﬂs&eel Hargesnsel_c'iRSCteel

Steel(<35 HRC) Steel(35-48HRC) ee ( ) ( ) Steel(<35 HRC) Steel(35-48HRC) ee ( ) ( )
© © @) © © © O ©

© FxiEA Most Suitable o

i&A Suitable

HEFEFLIHI S Cutting Parameters % P088

© FJ&& Most Suitable o

&4/ Suitable

HEFEFIEIS 2] Cutting Parameters % P088




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

UP210-L60 UP210-L90

47]60°EIF%ET] 47]90°fEIFa%ET]
4 Flute,Chamfering Milling Cutters 60° 4 Flute,Chamfering Milling Cutters 90°
i ——C | — o | —>
e W
L L
=Rl L =gl L
hé hé
IRCIHBBIES%P061  See page 061 for guidelines to icons IRCIHBBIES%P061T  See page 061 for guidelines to icons
1JHS Es =35 &8RS ES EfF
Ordering Code o = L d Figure No. Stock Ordering Code o = - d Figure No. Stock
UP210-L60-04060 4 35 50 4 1 ) UP210-L90-04090 4 2 50 4 1 °
UP210-L60-06060 6 5.2 60 1 ° UP210-L90-06090 6 3 60 6 1 °
UP210-L60-08060 8 7 60 8 1 [ UP210-L90-08090 8 4 60 8 1 ®
UP210-L60-10060 10 8.7 75 10 1 ° UP210-L90-10090 10 5 75 10 1 )
UP210-L60-12060 12 104 75 12 1 ) UP210-L90-12090 12 6 75 12 1 °
UP210-L60-16060 16 13.9 100 16 1 ) UP210-L90-16090 16 8 100 16 1 )
UP210-L60-20060 20 17.4 100 20 1 o UP210-L90-20090 20 10 100 20 1 ¢}
o TRAERERF Stock D Tol. o tRfEfETF Stock D Tol.
o FEFhTE Available upon Order D< 12 —8.02 o FETRTE Available upon Order D< 12 -8.02
b 12 B0 D 12 B0
Bf7unit (mm) BAffunit (mm)
T4 Workpiece Material T4+ Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
wiN, aeiN aei TR N, AL e TN
(<35HRO) (35-48HRC) Stainless {7223 () wEE as (<35HRQ) (35-48HRC) Stainless {7273 BE wEE as
Carbon Steel, Alloy | Alloy Steel, Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite Carbon Steel, Alloy | Alloy Steel, Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) | Steel(35-48HRC) ee Steel(<35 HRC) | Steel(35-48HRC)
© © @) © @) o) © © ¢ © o @)
© BI&ES Most Suitable o i&& Suitable © BRIEH Most Suitable o 1&& Suitable
HEFFIIEIZ ) Cutting Parameters 3 P089 HEFIIEIZ ) Cutting Parameters 3 P089




CUTTING TOOLS | IEITIR

IHI7JE | CUTTING TOOLS

UPR210-54

ATIREIN TSk
4 Flute Square, with Roughing Geometry

UP210-L120

47]120°FIF%ET]
4 Flute, Chamfering Milling Cutters 120°

© FxiEA Most Suitable

0 i&& Suitable

HEFEFLIHIS 2 Cutting Parameters % P089

] . -——d | - .
L LL’L*
C
L Sriank] P4 AICrSiN \/ ] \\1 _ e 4‘ ACSN m
”6 L} . M E ek Qg Fig2 L . B E
IRCIHBBIES%P061  See page 061 for guidelines to icons ‘ LC FTRCIHBAIESEPO61TT  See page 061 for guidelines to icons
L
1555 Es =2 &HS &S 7
Ordering Code o = L d Figure No. Stock Ordering Code D Le c - d Figure No. Stock
UP210-L120-040120 4 1.2 50 4 1 ) UPR210-S4-06016 6 16 0.2 50 6 2 [
UP210-L120-060120 6 1.8 60 1 ° UPR210-S4-08020 8 20 0.2 60 8 2 ®
UP210-L120-080120 8 24 60 8 1 ) UPR210-S4-10025 10 25 0.3 75 10 2 °
UP210-L120-100120 10 29 75 10 1 ° UPR210-S4-12030 12 30 0.3 75 12 2 ®
UP210-L120-120120 12 35 75 12 1 ) UPR210-S4-16036 16 36 04 100 16 2 °
UP210-L120-160120 16 4.6 100 16 1 ) UPR210-S4-20045 20 45 0.5 100 20 2 [
UP210-L120-200120 20 5.8 100 20 1 o o R Stock 5 ol
o FEFhzE Available upon Order 0
o IRAEEETF Stock D Tol. b= 6 -0.03
o FEFhTE Available upon Order D< 12 -8.02 6 D< 10 -8.04
D 12 o3 D 10 os
B unit (mm) unit  mm
T4 Workpiece Material T4 Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 1 23
wiN, aeiN aei s = AEl = o
(<35HRC) (35-48HRC) S:ra_i%ﬁiemss 5k il ik a8 (<35HRO) (35-48HRC) Stza_iﬁieﬁsls ik Hard?rfngteel Hard’?rfngteel
Carbon Steel, Alloy | Alloy Steel, Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite Carbon Steel Alloy Alloy Steel, Tool Steel Cast Iron (45-55HRC ) (> 55HRC)
Steel(<35 HRC) | Steei(35-48HRC) ee Steel(<35 HRC) Steel(35-48HRC) ee
© © @) © O O © © @) © (@)

© ERI&& Most Suitable

0 1&& Suitable

HEFEFIEIS4] Cutting Parameters ¢ P090




tIHI7JE | CUTTING TOOLS

UPN210-54

AR Tk
4 Flute Square, with Roughing Geometry

I — -
i) o[- ML ()

IRCIHEFIES%EPO61  See page 061 for guidelines to icons

OrdeH%{;]%Code = = c L d Fige% No. S%fk
UPN210-S4-06016 6 16 0.2 50 6 2 °
UPN210-54-08020 8 20 0.2 60 8 2 °
UPN210-54-10025 10 25 0.3 75 10 2 °
UPN210-S4-12030 12 30 0.3 75 12 2 °
UPN210-54-16036 16 36 0.4 100 16 2 °
UPN210-S4-20045 20 45 0.5 100 20 2 °

o {REfETF Stock D Tol.
o FEFhzE Available upon Order D< 6 -8.03
6 <D< 10 Boa
D 10 .05

Bfi7unit ( mm )

T{4#4% Workpiece Material

P M K| H

CUTTING TOOLS | {IHITIE

UPR300-S3/54

3/47ENN Tk
3&4 Flute Square, with Roughing Geometry

Q0] UL
=] L

TRCIHEFIES%EPO61T  See page 061 for guidelines to icons

f,l _ % Fig2

Ordgﬂﬁg%(l:ode o ke C L d Fige% No. Sjtgo?c?k
UPR300-S3-06016 6 16 0.2 50 6 2 °
UPR300-S3-08020 8 20 0.2 60 8 2 )
UPR210-S4-10025 10 25 0.3 75 10 2 °
UPR210-S4-12030 12 30 0.3 75 12 2 °
UPR210-54-16036 16 36 0.4 100 16 2 °
UPR210-S4-20045 20 45 0.5 100 20 2 °

o TRAEEEF Stock D Tol.
o FEFATE Available upon Order < 6 —8.03
6 Ds 10 LBoa
b 10 Sos

unit mm

T 14448 Workpiece Material

1234 5 123 123 1 23
- PN S . .
ﬁ&(iﬂésﬁl%w (35?4%?}10 BN ek N i
Stainless Hardened Steel Hardened Steel
Carbon Steel,Alloy Alloy Steel,Tool Steel Cast Iron (45-55HRC ) (> 55HRC)
Steel(<35 HRCQ) Steel(35-48HRC)
© © O © @)

© ERI&EE Most Suitable

o i&& Suitable

HEFFLIHIS 2L Cutting Parameters % P092

1234 5 123 123 1 23
W(Ktmésﬁr%m (35%%?%) ki ik e R
c Stainless : Hardened Steel Hardened Steel
arbon Steel, Alloy Alloy Steel,Tool Steel Cast Iron (45-55HRC ) (> 55HRC)
Steel(<35 HRC) Steel(35-48HRC)
© © O © O

© ERI&& Most Suitable

0 1&& Suitable

HEFEFIEIS 2] Cutting Parameters % P094




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

HEFIHIZE HEFYIHIZE
Recommended Cutting Data Recommended Cutting Data
UP210- SC4. S4A. R4A L| UP210- L60, L90, L120 L|

4. $58k For Steels, Cast Iron —— g% Side Milling M. 58k For Steels, Cast Iron 8l Chamfering
. PIHIE ¢ x 71z
THrt & Ve UALES T8t Ve
- . Cutting Depth q . 3 4 6 8 10 12 16 20 - . . Tool 4 6 8 10 12 16 20
Workpiece Material s m/min [Tool Diameter(mm) Workpiece Material m/min o e ——
2532 ap <1.5D ( nfﬁ%l ) 19110 | 14330 | 9550 7170 5730 | 4780 3580 2870 T4 ( rﬁ?fl ) 10350 6900 5175 4140 3450 2588 2070
=xa] BN
Carbon 180 Carbon Steel,Alloy 130
Steel, Alloy SHAAY Steel 4O
Steel(<35 HRC) ae <0.15D ( fﬁ ) 2140 2060 1830 1860 1830 1720 1720 1720 (<35 HRC) ( Jn%fr?}i?n ) 414 33 311 414 442 435 406
IGII =30 IGII =30
£6W ap<1D =) 13800 | 10350 | 6900 5180 | 4140 3450 2590 2070 | = 7166 4777 3583 2866 2389 1791 1433
Alloy Steel,Tool Alloy Steel,Tool
Steel(35- 130 — Steel %0 —
ARG ae £0.12D ( ff/%% , | 1210 | 1160 | 1100 | 1240 | 1130 | 1010 | 830 | 750 Eoeoi ( ’ff/’i% : 229 191 172 172 239 229 241
ap < 15D ( rﬁlgfl ) 13800 | 10350 | 6900 5180 4140 3450 2590 2070 ( rﬁﬁ%l ) 6369 4246 3185 2548 2123 1592 1274
TR AE
M Stainless Steel 130 . M Stainless Steel 80
ap < 0.15D ( Er‘r?/gmﬁl ) 1380 1330 1190 1300 1230 1170 980 910 ( gf}f]% ) 204 170 153 153 212 204 214
7 ; KB
Hg?ﬁ ap < 1.5D ( e : 16990 | 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550 BB s
Gery Gery Iron,Spher. Graph. Arie=18) 7962 5308 3981 3185 2654 1990 1592
160 Iron
. Irorr]'n,SIpheE. N ( < 32HRC)
raph. Iron( < LRI
32HRC) ae < 0.15D oy 1700 1630 1630 1500 1410 1360 1210 1120 100
Iﬁ!l BasEk BHEEE
N . 318 255 239 318 340 334 312
B ap <1D (8 | 14860 | 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230 (E4BIRE) (efiin)
BaeEk
High Alloy Steel 140
(35-45HRC) LAY N N
ae <0.12D ( fﬁ% , | 1310 | 1340 | 1340 | 1250 | 1160 | 1120 | 1000 | 910 HISEaS BioiEs s
rought Auminum 7 11943 7962 5971 4777 3981 2986 2389
Alloys,Cast Aluminum (min-1)
Alloys ( Si<12% )
(=] BEEES HERE
LiAERNIM RS, Wrought Aluminum BHAEE
2IBREEANT TR , EAEEE. . TIRIIE. Alloys,Cast Aluminum (mm/min) | 62| 373 397 6L 669 | 585 | 602
3 ERITEISHERBNESKNERMEUTIEIE , ZNEBKTK , TSR  HELESGHE, HATIIE. Alloys (Si<12% )
[Note]
1.Make sure machine are stable and use a precision holder.
2.Please adjust the speed,feed, cutting depth and width according to actual cutting conditions.
3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.). (ER] N
When the tool overhang length is longer, please adjust the speed,feed and cutting depth. LiBERRIMREIIHLARFITIR.

2IERIBEMMINT DR  ELEEEE, G, TIRME.

3. ERITHISHRZRDNEBKANERABLITHEE , ENEBKEK , INTRZFER  SESRBER. HETIAR.
[Note]

1.Make sure machine are stable and use a precision holder.

2.Please adjust the speed,feed, cutting depth and width according to actual cutting conditions.

3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

HEFIHIZE HEFIHIZE

Recommended Cutting Data

Recommended Cutting Data
UPR210- S4 L| UPR210- S4 m

4. $58k For Steels, Cast Iron —— g% Side Milling k. $58k For Steels, Cast Iron ——#&¢% Slotting
. PIHIE . ¢ PIHIE p
Tt & \d 72 Tkt : Ve UALES
Workpiece Material Cutter:]gnl?izpth m/min Tool Diameter(mm) ® H iy 12 i@ 40 Workpiece Material Cutt(lrrlrg];nli);?pth m/min Tool Diameter(mm) © H iy 12 e 20
e ap < 15D 5%1% 7430 | 5570 | 4460 | 3720 | 2790 | 2230 B4 5’?5‘;_—'51 6370 4780 3820 3190 2390 1910
=2 (min-1) a4 (min-1)
Carbon Steel, 140 Carbon ap <1D 120
Alloy Steel o Steel, Alloy Sprgas
LRI BHAERE
(<35 HRQ) ae <0.3D ( mm/min ) 1070 | 1070 | 1070 | 1070 | 1000 900 Steel(<35 HRC) (mm/min ) 640 630 610 640 570 535
n ap < 1D i 6370 | 4780 | 3820 | 3190 | 2390 | 1910 n iR 5310 4000 3190 2650 1990 1590
BEW p= (min-1) BEW (min-1)
Alloy Steel,Tool Alloy Steel,Tool
(E5-48HR) - e TR0y P - e
= ZRIE, SRR
ae < 0.25D ( mm/m?\ ) 630 660 690 700 570 535 (i ) 430 400 450 425 360 320
ap < 15D ( rfrlél ) 5840 | 4380 | 3500 | 2920 | 2190 | 1750 ( rﬁ?r%l ) 4775 3580 2865 2385 1790 1432
TN T
M Stainless Steel 110 M Stainless Steel ap 075D 90
ap <0.3D ( mm/min ) 580 610 630 640 525 490 (mm/min ) 382 160 190 210 200 190
R ap < 1.5D iR 7430 | 5570 | 4460 | 3720 | 2790 | 2230 IR iR 6370 | 4780 | 3820 | 3190 | 2390 | 1910
HEeEsE (min-1) BREHEE (min-1)
Gery
G%'ralgzn,lsrzrr. 140 e Iron,Spher. ap < 1D 120 e
: HLAERE Graph. Iron( < HEEE
( < 32HRC) ae <0.3D (i ) 1070 | 1070 | 1070 | 1070 | 1000 | 900 32HRC) oy 640 630 610 640 570 535
SoasEn ap < 1D ( nf?gl ) 6370 | 4780 | 3820 | 3190 | 2390 | 1910 SO ( nf?gl ) 5310 4000 3190 2650 1990 1590
. =a
High Alloy 120 High Alloy Steel | ap <0.75D 100
ast Iron N (35-45HRC) AR
( 35-45HRC ) HHATEEE HHATRRE
ae < 0.25D ( mm/min) 630 660 690 700 570 535 ( mm/min ) 430 400 450 425 360 320
éﬁzﬂ ap < 1D (min-l) 5300 | 3980 | 3190 | 2650 | 1990 | 1590
TRREEN) sy
Hlloy Siz L 1{~§§ﬁlamu1m*agmﬁf T4
Hardened Steel s e i \D\,« SRR N
( < 55HRC) ae < 0.125D ( i ) 530 | 480 | 450 | 420 | 400 | 380 2IBMRERAM IS , EXIBRAGR, e, TR, ) L .
3. ERVHISHRIRBIASKAERMEUTHHE , HIEEKIK , IS4k  BESFEER. HAMIR.
[Note]
1.Make sure machine are stable and use a precision holder.
. 2.Please adjust the speed,feed, cutting depth and width according to actual cutting conditions.
GRS 3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).
LIS ANIERERIARNTIE. When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

2ERIERAINTI TN | ELEEEE, s, IR,

3. ERTEISHRIRBINAESKAERAMEUTHHE , #/IEBKIK , IS4k  BESPEZR. HAMIR.
[Note]

1.Make sure machine are stable and use a precision holder.

2.Please adjust the speed,feed, cutting depth and width according to actual cutting conditions.

3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.




IHI7JE | CUTTING TOOLS

|G-PAK18.1

HEEFTIHIZE

Recommended Cutting Data

UPN210- S4
4. 5k For Steels, Cast Iron —— Ul Side Milling

- TIHIE p
Trprt & Ve UALES
Workpiece Material Cutt(lr:T?nI]D)epth m/min Tool Diameter(mm) ® 8 10 12 16 20
T ap <1.5D 5_%1?1 6900 | 5180 | 4140 | 3450 | 2590 | 2070
AR (min-%)
Carbon Steel, 130
Alloy Steel e
(<35 HRCQ) ae <0.3D ( mm/mﬁ ) 990 990 990 990 930 830
E S5 ap<1D ( nfﬁ’%l ) 5840 | 4380 | 3500 | 2920 | 2190 | 1750
Alloy Steel,Tool
Steel 110 S
(35-48HRC) HHERIR
ae < 0.25D ( mn:l/min ) 580 610 630 640 525 490
ap < 15D o 6900 5180 | 4140 3450 | 2590 | 2070
p=Li (min-1)
TN
M Stainless Steel 130
BHAIERE
ap <0.3D ( mn?/m; ) 280 310 330 350 310 290
IRk ap < 15D $'§El 6900 | 5180 | 4140 | 3450 | 2590 | 2070
BB (min-2)
Gery Iron,Spher. 130
Graph. Iron AT
-anEF
m ( < 32HRC) ae <0.3D (mm/m;) 990 990 990 990 930 830
Sosmu ap <1D ( nfﬁ%l ) 5840 | 4380 | 3500 | 2920 | 2190 | 1750
High Alloy
Cast Iron 110 -
(35-45HRC) HHRIRE
ae < 0.25D ( mn:l/min ) 580 610 630 640 525 490
e ap < 1D ( nfffl) 4780 | 3580 | 2870 | 2390 | 1790 | 1430
TERTEEEN)
Alloy Steel 90
Hardened Steel srang
BHAERE
( < 55HRC) ae < 0.125D (mm/m?\) 480 430 400 380 360 345
(E=]
Li5ERRIM RS,

2ERIERMINTI TR SRR, HE. IR,

3 ERITHISHRZRNEBKANERABLUTHE , ENESKEK , ITRS~ER  SESRARER. HATIAR.

[Note]
1.Make sure machine are stable and use a precision holder.

2.Please adjust the speed,feed, cutting depth and width according to actual cutting conditions.

3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

[G-PAK18.1]

CUTTING TOOLS | #JEI702

HEFTIHIZE

Recommended Cutting Data

UPN210- S4
4. §5%8k For Steels, Cast Iron ——#&¢4 Slotting

" IEIE P
TiHmigt ; Vc UazEs
Workpiece Material Cutt(lr:T?nE);epth m/min Tool Diameter(mm) ¢ € 10 12 16 20
BN o) 6370 | 4780 | 3820 | 3190 | 2390 | 1910
B (min=2)
Carbon Steel, ap <0.8D 120
Alloy Steel WA
—nLE
(<35 HRC) (i) 640 | 630 | 610 | 640 | 570 | 535
iR
n e = 5310 | 4000 | 3190 | 2650 | 1990 | 1590
Alloy Steel,Tool ap < 0.5D 100
Steel =
ESHEIRRG) (fff}ﬁ%) 430 | 400 | 450 | 425 | 360 | 320
o] 5310 | 3980 | 3190 | 2655 | 1990 | 1600
(min-1)
M Staiﬁfﬂteel ap <0.8D 100
IR 150 | 160 | 190 | 210 | 200 | 190
( mm/min)
gﬁ%@ ( nﬁﬁ%) 6370 | 4780 | 3820 | 3190 | 2390 | 1910
5
Gery Iron,Spher. ap < 0.8D 120
Graph. Iron AR
-A 2.
( < 32HRC) (e 640 | 630 | 610 | 640 | 570 | 535
25ed
m maews (md) 5310 | 4000 | 3190 | 2650 | 1990 | 1590
"gght'f‘"w ap < 0.5D 100
ast lron -
(35-45HRC) (’ffﬁﬁ ) 430 | 400 | 450 | 425 | 360 | 320

(E=]
LB RIS A ARFN TR,
2ERIBEMINT DR | EXEREE, B, TR,

3 ERITHISHRZRDEBKANERMELUTIHE , HNESKEK , TS ER  SESEAEEE. HEMTTR.

[Note]
1.Make sure machine are stable and use a precision holder.

2.Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.

3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

HEFTIRISEL HEFIHIZSE]

Recommended Cutting Data

Recommended Cutting Data
UPR300-S3/54 L UPR300-S3/54 m

$Mit. 5%k For Steels, Cast Iron —— {lll#% Side Milling Wi, $5%8k For Steels, Cast Iron ——#&$# Slotting
HIHIE P 8 TIHIE y
Titprt / Ve UALES THpet ; Vc UALES
Workpiece Material Cutt(lr:T?nl])?pth m/min Tool Diameter(mm) @ g 10 12 16 20 Workpiece Material Cutt(lr:gnl?fpth m/min Tool Diameter(mm) € € 1y 12 16 20
s ap < 1.5D ( nfﬁiil ) 8490 | 6370 | 5090 | 4240 | 3180 | 2550 BN ( rﬁ?fl ) 6900 | 5175 | 4140 | 3450 | 2590 | 2070
AEN AEWN
Carbon Steel, 160 Carbon Steel, ap <1D 130
Alloy Steel s Alloy Steel o
ZOIEIR AR
(<35 HRC) ae < 04D ( mm/min ) 790 820 1040 | 1020 940 880 (<35 HRC) (mm/min ) 510 530 680 660 610 570
| ap < 1.5D ( nf?nh%l ) 7960 | 5970 | 4770 | 3980 | 2980 | 2390 S84 ( nf?r%l ) 6370 | 4780 | 3820 | 3185 | 2390 | 1910
Alloy Steel,Tool Alloy Steel, Tool
Steel 150 Steel ap<075D | 120
(35-48HRC) BHEERE (35-48HRC) HHAIRE
ae <0.3D ( mm/min ) 670 680 880 840 780 720 ( mm/min ) 430 440 560 540 500 460
ap < 1.5D ( "fﬁ]g:l ) 6100 | 4580 | 3660 | 3050 | 2290 | 1830 ( rﬁ?r%l ) 4780 | 3580 | 2870 | 2390 | 1790 | 1430
TN W
M Stainless Steel 115 M Stainless Steel ap <0.75D 90
ap < 04D ( ﬁfﬁﬁ% ) 570 590 750 730 680 630 ( f{:}iﬁ ) 360 370 470 460 430 395
IREEER ap < 1.5D ( rﬁgr"%l ) 7960 | 5970 | 4770 | 3980 | 2980 | 2390 RZ ( rﬁﬁ%l ) 6370 | 4780 | 3820 | 3185 | 2390 | 1910
BREBTHEL ! BREBIHER
Gery Iron,Spher. 150 Gery Iron,Spher. ap <1D 120
Graph. Iron oA Graph. Iron N
m (< 32HRC) ae < 05D e 2N 880 | 910 | 1170 | 1110 | 1030 | 930 m (< 32HRC) (e 570 | 590 | 750 | 710 | 660 | 595
<15D s 6900 | 5170 | 4140 | 34 i 5310 | 3980 | 3185 | 2650 | 1990 | 1590
BABHS ap =L (min-1) 50| 2590 2070 BABHH (min-1)
High Alloy High Alloy
Cast Iron 130 CoctTron ap <1D 100
- T _ gy
(35-45HRC) ae < 0.4D ( frf}fﬁ ) 520 | 530 | 680 | 660 | 610 | 570 (35-45HRC) ( n%;‘ﬁ% ) 320 | 325 | 420 | 410 | 375 | 350
B ap < 1.5D ( ,ﬁ%l ) 7430 | 5570 | 4460 | 3710 | 2790 | 2230 EEa! ( m"?fl ) 5840 | 4380 | 3500 | 2920 | 2190 | 1750
VERES P
Alloy Steel 140 Alloy Steel ap <0.3D 110
Hardened Steel A Hardened Steel Ay
(< S5HRC) ae < 03D s 620 | 640 | 820 | 790 | 720 | 670 (< 55HRC) G 390 | 400 | 515 | 500 | 450 | 420
[ERE] [ERE]
L5 AR SRR IR, Li5FERRIMRSAITARFITIR,
2IEREEAINITR , ELEEEE, #Ha, IR, 2EREEMAINITR , ELEEEE, #Ha, IR,
3. RIS HEREBNESKNERMEUTREIE , ENEEKITK , TSR , SiELEEGE, HATIIR. 3. ERIEISHRZERNEBKNERMEUTHHE , ENEERKIK , IS ~ER  SESREER. HATINR.
[Note] [Note]
1.Make sure machine are stable and use a precision holder. 1.Make sure machine are stable and use a precision holder.
2.Please adjust the speed,feed , cutting depth and width according to actual cutting conditions. 2.Please adjust the speed,feed, cutting depth and width according to actual cutting conditions.
3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.). 3.The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth. When the tool overhang length is longer, please adjust the speed,feed and cutting depth.




CUTTING TOOLS | {IHITIE

SH260-H =K B %))

SH260-H Endmill Optimized for Hardened Steels

SH260-S2-H

. JBFIF30~60HRCERIMEAORIMT. ST, 271K
Suitable for semi-finishing and finishing of 30~60HRC hardened steels. 2 Flute, Standard Length
. BEE SUHNEEHERSFTANSELS , SREKIEERER. ] - ﬁj - | ———
High strength,high toughness matrix materials with newly developed coating, lengthens .
the tool life significantly. L
. SHOBRED | OIS HATEERSRIIT,  ——— gﬂm
Unique flute structure,enables spectacular hardened steels milling. S — e
Lc N wi IS UL ee page or guidelines to icons

o HEFERHSEEREIRAN.

Recommend to use oil or oil mist cooling. — = .
Ordering Code D Le L d Figure No. Stock
SH260-S2-1-2.5-H 1 25 50 4 1 °
SH260-S2-2-5-H 2 5 50 4 1 ®
SH260-S2-3-7.5-H 3 7.5 50 4 1 ®
SH260-S2-4-10-H 4 10 50 4 2 °
SH260-S2-5-12.5-H 5 125 50 6 1 °
SH260-S2-6-15-H 6 15 50 6 2 °
SH260-S2-8-20-H 8 20 60 8 2 °
SH260-S2-10-25-H 10 25 75 10 2 °
SH260-S2-12-30-H 12 30 75 12 2 °
Z%%?fvﬁme upon Order D<DG 0 e
< -0.01
D6 S0z

BAft7unit (mm)

T1444% Workpiece Material
1234 5 6 1 2 34
MR P, PHSEE A/ DR PR PR R
Carbon Steel,Alloy Alloy Steel, Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Stoal(<48HRO) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
(©) © © © 0

OFfRIES Most Suitable  © j&& Suitable

HEFEFIEIS4] Cutting Parameters % P120




CUTTING TOOLS | IEITIR

IHI7JE | CUTTING TOOLS

SH260-SN2-H

2RETL
2 Flute, with Reduced Neck

SH260-54-H

A7)k
4 Flute, Standard Length

zzi _ = Et Figl e —— EI _ %%‘( Figl m . Sa‘i
L - LL—I - —
L
T = o[- ] UL [ e =g -2l Ll
LL—C' FRCIHEFIES%EPO61I  See page 061 for guidelines to icons Lc TRCIHBEIESEPO61I  See page 061 for guidelines to icons
L L
Ordgﬁﬁ-%(:ode D Le d2 L1 L d Fig? No.| Lk Ordggﬁ%lcode D Le L d Figi%? No. &
SH260-SN2-1-3-H 1 15 0.96 3 50 4 1 L] SH260-S4-1-2.5-H 1 25 50 4 1 °
SH260-SN2-1-6-H 1 15 0.96 6 50 4 1 ° SH260-S4-1.5-4-H 15 4 50 4 1 °
SH260-SN2-2-6-H 2 3 1.92 6 50 4 1 ° SH260-S4-2-5-H 2 5 50 4 1 °
SH260-SN2-2-12-H 2 3 1.92 12 50 4 1 ) SH260-S4-2.5-6-H 2.5 6 50 4 1 °
SH260-SN2-3-9-H 3 4.5 2.88 9 50 4 1 L] SH260-S4-3-8-H-3 3 8 50 3 2 °
SH260-SN2-3-18-H 3 4.5 2.88 18 50 4 1 o SH260-S4-4-10-H 4 10 50 4 2 °
SH260-SN2-4-12-H-6 4 6 3.8 12 60 6 2 ° SH260-S4-5-13-H 5 13 50 6 1 °
SH260-SN2-4-24-H-6 4 6 3.8 24 60 6 1 ° SH260-S4-6-15-H 6 15 50 6 2 °
SH260-SN2-5-15-H 5 7.5 4.8 15 60 6 1 o SH260-S4-8-20-H 8 20 60 8 2 °
SH260-SN2-6-18-H 6 9 5.8 18 75 6 2 ° SH260-S4-10-25-H 10 25 75 10 2 °
SH260-SN2-6-36-H 6 9 5.8 36 75 6 2 o SH260-5S4-10-30-H 10 30 75 10 2 °
o IR Stock 5 T SH260-5S4-12-30-H 12 30 75 12 2 °
o IR Available upon Order D= 6 S SH260-54-12-36-H 12 36 75 12 2 °
Efunit (mm ) SH260-5S4-16-40-H 16 40 100 16 2 °
SH260-54-20-50-H 20 50 100 20 2 °
o FRERETF Stock D Tol
o FETAE Available upon Order D< 6 —(0).01
6 Ds< 12 o2
012 | fos

BAfSunit (mm)

T{444%} Workpiece Material T/4#4%} Workpiece Material

1234 5 6 1 2 34
. e W PH S8k D EC 4T R SR R
Carb(c?n Steel Zklloy Afloy Stee{\;!:o)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
0 ©) © © @)

OFIER Most Suitable

0 i&& Suitable

HEFFLIHIS 2 Cutting Parameters % P120

1234 5 6 1 2 34
MR P, PHSEE A/ DR PR PR R
Carbon Steel, Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Harde"eﬂFféeel Hardegggs(tjeel Hard%%ﬁjR?eel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55- ) (> )
(©) © © © 0

OEIER Most Suitable

0 1&& Suitable

HEFFTIEIS4] Cutting Parameters X P121




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

SH260-SH4-H SH260-SN4-H

ARk ATHITEEL
4 Flute, with Long Shank Length 4 Flute, with Reduced Neck

= ~ =Rl L o H w = LU

o2

L FRCIREBIEES%EP061T  See page 061 for guidelines to icons Le FRCIREBIES%P0615T  See page 061 for guidelines to icons
L1
L
1J5S ES EF 1J5S ES EF
Ordering Code v be L d Figure No. Stock Ordering Code B Le d2 L1 L d Figure No.|  Stock
SH260-SH4-1-60-H 1 2.5 60 4 1 ° SH260-SN4-1-3-H 1 2 0.96 3 50 4 1 ¢}
SH260-SH4-2-60-H 2 5 60 4 1 ® SH260-SN4-1-6-H 1 2 0.96 6 50 4 1 ®
SH260-SH4-3-60-H 3 8 60 4 1 ® SH260-SN4-2-6-H 2 4 1.92 6 50 4 1 ®
SH260-SH4-3-60-H-6 3 8 60 6 1 ® SH260-SN4-2-12-H 2 4 1.92 12 50 4 1 ®
SH260-SH4-4-60-H 4 10 60 4 2 [ SH260-SN4-3-9-H 3 6 2.88 9 50 4 1 ®
SH260-SH4-4-60-H-6 4 10 60 6 1 ® SH260-SN4-3-18-H-6 3 6 2.88 18 60 6 1 o
SH260-SH4-4-75-H-6 4 10 75 6 1 [ SH260-SN4-4-12-H 4 8 38 12 60 4 2 [
SH260-SH4-5-60-H 5 13 60 6 1 ® SH260-SN4-4-24-H-6 4 8 38 24 60 6 1 ¢}
SH260-SH4-6-60-H 6 15 60 6 2 [ SH260-SN4-5-15-H 5 10 4.8 15 60 6 1 ¢}
SH260-SH4-6-75-H 6 15 75 6 2 ® SH260-SN4-6-18-H 6 12 5.8 18 75 6 2 o
SH260-SH4-8-75-H 8 20 75 8 2 ° SH260-SN4-6-24-H 6 12 5.8 24 75 6 2 °
SH260-SH4-8-100-H 8 20 100 8 2 ° SH260-SN4-8-24-H 8 16 7.8 24 75 8 2 ¢}
SH260-SH4-10-100-H 10 25 100 10 2 ° SH260-SN4-8-32-H 8 16 7.8 32 100 8 2 °
SH260-SH4-12-100-H 12 30 100 12 2 ° SH260-SN4-10-30-H 10 20 9.8 30 100 10 2 (¢}
SH260-SH4-16-150-H 16 40 150 16 2 ° SH260-SN4-10-40-H 10 20 9.8 40 100 10 2 °
SH260-SH4-20-150-H 20 50 150 20 2 e} SH260-SN4-12-36-H 12 24 11.8 36 100 12 2 ¢}
o iRfEFETF Stock D Tol o RAEEEFStock D Tol
o FEFRTE Available upon Order 0 o ZEFfixEAvailable upon Order )
b= 6 -0.01 D=6 -0.01
6 D12 So2 6<D<12 So2
b 12 S0 b 12 Sos
EfTunit (mm ) unit mm
T{444%} Workpiece Material T/4#4%} Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
[N = ] a0 5 3 3 N, S =R 5 3 5
v PHSERER{A/ B BRI FERBEE TRBEEN RBEEN < PHSERER{/ S EGRR VREEEN FERREE TRREEN
Carb(c?n3gtl-e|:IC,)Alloy AiIA;i/HSTe:Z\Fo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(;ngg-elzlcilloy AETL%/HSFi(e:Iéf'}ELI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRO) (55-60HRC) (> 60HRC) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (> 60HRC)
@) © ©) ©) @) 0 Q) ® ® o)
OfRIEH Most Suitable o J&& Suitable OfRI&EH Most Suitable o J&& Suitable
HEFHIHIS S Cutting Parameters X P121 HEFEFIIEIS % Cutting Parameters X P121




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

SH260-SL4-H SH260-S6-H

ATRTIFL 67]Fk
4 Flute, Long Flute Length 6 Flute, Standard Length
Lc c
L L -
He— e L =R
6 Helix h6 Helix
LL—“— FRCIREBIEES%EP061T  See page 061 for guidelines to icons FRCIHBAES%EP061T  See page 061 for guidelines to icons
L
1J5S ES EF 1J55 ES
Ordering Code v Lc L d Figure No. Stock Ordering Code E Le L d Figure No. Stock
SH260-SL4-1-5-H 1 5 50 4 1 ° SH260-S6-6-15-H 6 15 50 6 1 °
SH260-SL4-2-10-H 2 10 50 4 1 ° SH260-S6-8-20-H 8 20 60 8 1 °
SH260-SL4-3-15-H 3 15 50 4 1 o SH260-56-10-25-H 10 25 75 10 1 °
SH260-SL4-4-16-H 4 16 60 4 2 ° SH260-S6-12-30-H 12 30 75 12 1 °
SH260-SL4-4-20-H-6 4 20 60 6 1 ° SH260-S6-16-40-H 16 40 100 16 1 °
SH260-SL4-5-20-H 5 20 60 6 1 o SH260-56-20-45-H 20 45 100 20 1 °
SH260-SL4-6-24-H 6 24 75 6 2 °
o TRAEEEF Stock D Tol
SH260-SL4-8-32-H 8 32 75 8 2 ° o FHFAFE Available upon Order D< 6 90
SH260-SL4-10-40-H 10 40 100 10 2 ° D 6 Do
SH260-SL4-10-50-H 10 50 120 10 2 o #fSunit (mm )
SH260-SL4-12-50-H 12 50 120 12 2 o
SH260-SL4-16-60-H 16 60 150 16 2 °
o TRAEEERF Stock D ol
o ZEFE Available upon Order D< 6 0
= -0.01
6<Ds< 12 Lo
b 12 Sos
BfZunit (mm)
T{444%} Workpiece Material T{4#4%} Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
iR, &= a0 5 E 5 iR, 52l AEl 5 3 3
v PHS#KERR/ D EGIAN RSN TRBEEN RBEEN A PHS#ERR/ DGR FERESN RN VREEEN
Carb(c?nagtl-elzlc,)Alloy Ailii/HS'i(e:z\Fo)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(c:nagtl-elilcilloy AI(I‘zi/HSFi(e:lgll;ELI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRO) (55-60HRC) (> 60HRC) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRO) (55-60HRC) (> 60HRC)
@) © ©) ©) @) e} ) ©) ® o
OFIES Most Suitable o 1&& Suitable OFIES Most Suitable o i&& Suitable
HEFHIHIS S Cutting Parameters X P121 HEFEFIIEIS % Cutting Parameters % P122




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

SH260-SH6-H SH260-SL6-H

VALS IS VALVARESS
6 Flute,with Long Shank Length 6 Flute, Long Flute Length
l =T L —— T
Lc
L Lc
) L )
= UL = L
6 Helix 6 Helix
FRCIRBBEES%EP061T  See page 061 for guidelines to icons FRCIREBIES%EP061TT See page 061 for guidelines to icons
1J5S ES EF JHS Es 7
Ordering Code E Le L d Figure No. Stock Ordering Code B Le L d Figure No. Stock
SH260-SH6-6-60-H 6 15 60 6 1 ° SH260-SL6-6-24-H 6 24 75 6 1 °
SH260-SH6-8-75-H 8 20 75 8 1 ° SH260-SL6-6-30-H 6 30 100 6 1 [
SH260-SH6-10-100-H 10 25 100 10 1 ° SH260-SL6-8-32-H 8 32 75 8 1 °
SH260-SH6-12-100-H 12 30 100 12 1 o SH260-SL6-8-40-H 8 40 100 8 1 °
SH260-SH6-16-120-H 16 45 120 16 1 ° SH260-SL6-10-40-H 10 40 100 10 1 °
SH260-SH6-20-120-H 20 60 120 20 1 ° SH260-SL6-10-50-H 10 50 100 10 1 )
SH260-SL6-12-50-H 12 50 100 12 1 o
o TRAEREF Stock D Tol
o FHFAFE Available upon Order D< 6 ot SH260-SL6-12-60-H 12 60 120 12 1 [
D 6 Doz SH260-SL6-16-70-H 16 70 150 16 1 °
Efizunit (mm) SH260-SL6-16-80-H 16 80 150 16 1 [
SH260-SL6-20-80-H 20 80 150 20 1 °
o TREEEEF Stock B ol
o FEFhRE Available upon Order D< 6 —8 o1
D 6 S0z
BAftzunit ( mm)
T{444%} Workpiece Material T/4#4%} Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
iR, 52 AEl 5 3 3 iR, &2 a0 3 3 3
. PHS KRR/ DGR FERESN RBEEN VREEEN v PHSEKERR/DERIAN RSN TERBEER RBEEN
Carb(c:nagtl-elzlc,)Alloy AI(IiiIHSFi(e:lgll;Ezl PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(;nagt'-e'slczlloy AEIA;)E;/HSFi(e::{\'}ELI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 I-iRC) Steel(548|:|RC) (<35HRC) (45-55HRC) (55-60HRC) (>60HRC) Steel(<35 I-iRC) Steel(s48|:|RC) (< 35HRC) (45-55HRCQ) (55-60HRC) (>60HRC)
@) © © © @) O © © © O
OFIES Most Suitable o 1&& Suitable OFJ&E Most Suitable o 1&& Suitable
HEFHIHIS S Cutting Parameters X P122 HEFEFIIEIS % Cutting Parameters % P122




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

SH260-R2-H SH260-RN2-H

2Rk 2EEAL
2 Flute, Corner Radius 2 Flute Corner Radius, with Reduced Neck
Ay 9 7
=T - — = = = —
Lc S S Lc T o
L . L1
< [a¥] K
B =lQ[-1< UL |1 1, @12 UL [
9] - _ ﬁ Fig2 [ >~ 4 - S 2=
e TRICIBBIESEPO61I See page 061 for guidelines to icons Lc TRICIBEIESEPO61I  See page 061 for guidelines to icons
N . L1
KRS ES EfF KRS Es 7
Ordering Code v Le r L d Figure No. Stock Ordering Code B Le r d2 L1 L d Figure No. | Stock
SH260-R2-1-2.5-0.1-H 1 2.5 0.1 50 4 1 ) SH260-RN2-1-3-0.1-H 1 15 0.1 0.96 3 50 4 1 °
SH260-R2-1-2.5-0.2-H 1 25 0.2 50 4 1 ) SH260-RN2-1-3-0.2-H 1 15 0.2 0.96 3 50 4 1 )
SH260-R2-2-5-0.2-H 2 5 0.2 50 4 1 ) SH260-RN2-1-6-0.1-H 1 15 0.1 0.96 6 50 4 1 )
SH260-R2-2-5-0.3-H 2 5 0.3 50 4 1 ) SH260-RN2-1-6-0.2-H 1 15 0.2 0.96 6 50 4 1 )
SH260-R2-3-7.5-0.2-H 3 7.5 0.2 50 4 1 ) SH260-RN2-2-6-0.2-H 2 3 0.2 192 6 50 4 1 )
SH260-R2-3-7.5-0.5-H 3 7.5 0.5 50 4 1 ) SH260-RN2-2-6-0.5-H 2 3 0.5 192 6 50 4 1 )
SH260-R2-4-10-0.2-H 4 10 0.2 50 4 2 ) SH260-RN2-2-12-0.2-H 2 3 0.2 192 12 50 4 1 °
SH260-R2-4-10-0.5-H 4 10 0.5 50 4 2 ) SH260-RN2-2-12-0.5-H 2 3 0.5 192 12 50 4 1 )
SH260-R2-6-15-0.5-H 6 15 0.5 50 6 2 ) SH260-RN2-3-9-0.2-H 3 45 0.2 2.88 9 50 4 1 )
SH260-R2-6-15-1-H 6 15 1 50 6 2 o SH260-RN2-3-9-0.5-H 3 4.5 0.5 2.88 9 50 4 1 )
_ SH260-RN2-3-18-0.2-H 3 4.5 0.2 2.88 18 50 4 1 [}
o iTfERETF Stock D Tol
o FHFFAFE Available upon Order D< 6 _8_01 SH260-RN2-3-18-0.5-H B 4.5 0.5 2.88 18 50 4 1 o
D 6 o2 SH260-RN2-4-12-0.2-H 4 6 0.2 38 12 50 4 2 °
B{Tunit (mm ) SH260-RN2-4-12-0.5-H 4 6 0.5 3.8 12 50 4 2 )
o tRAERETF Stock D Tol
o FEFhxE Available upon Order D< 6 801
D6 S0z
BAfifunit (mm)
T{444%} Workpiece Material T/4#4%} Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
BN, aei = S S S BN, ael =R 3 3 5
. PHSERERA/ B BRI FERREER TREEEN REEER . PHESERER{/ S EGHREN TEREESN TEREEEN REEEN
Carb(c:nagtl-elzlc,)Alloy AI(IiiIHSFi(e:lgll;Ezl PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(;nagt'-e'slczlloy AEIA;)E:/HSFi(e::{\'}ELI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRO) (55-60HRC) (> 60HRC) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (> 60HRC)
O © ©) ©) @) 0 © ©) ® e
OBR&EE Most Suitable o i&& Suitable OFRIEE Most Suitable o 1&& Suitable
HEFHIHISE] Cutting Parameters X P120 HEFEFIIEIS% Cutting Parameters % P120




Y0EI7JE | CUTTING TOOLS G-PAK18.1 G-PAK18.1 CUTTING TOOLS | $IHITIE
2T ATEfAk
2 Flute Corner Radius, with Reduced Neck 4 Flute, Corner Radius
% g -
Lc B Le
. L1 L
¥ ; ool 35° | URESEB
e e E =@ UL U {1 =
3 SN
Lc FRCIHBBIES%EPO61  See page 061 for guidelines to icons Le FRCIREBIES%P0615T  See page 061 for guidelines to icons
L1
L L
155 ES EF 1J5S ES 7
Ordering Code o ke r d2 L L d Figure No. | Stock Ordering Code E Le r L d Figure No. Stock
SH260-RN2-4-24-0.2-H 4 6 0.2 3.8 24 60 4 2 o SH260-R4-1-0.1-H 1 2.5 0.1 50 4 1 °
SH260-RN2-4-24-0.5-H 4 6 0.5 38 24 60 4 2 o SH260-R4-1-0.2-H 1 25 0.2 50 4 1 °
SH260-RN2-5-15-0.5-H 5 7.5 0.5 4.8 15 50 6 1 ° SH260-R4-1.5-0.1-H 15 4 0.1 50 4 1 °
SH260-RN2-5-30-0.5-H 5 7.5 0.5 4.8 30 60 6 1 ¢} SH260-R4-1.5-0.2-H 1.5 4 0.2 50 4 1 °
SH260-RN2-6-18-0.5-H 6 9 0.5 5.8 18 60 6 2 ° SH260-R4-1.5-0.3-H 15 4 0.3 50 4 1 °
SH260-RN2-6-36-0.5-H 6 9 0.5 5.8 36 60 6 2 ¢) SH260-R4-2-0.1-H 2 5 0.1 50 4 1 o
B Stock 5 o SH260-R4-2-0.2-H 2 5 0.2 50 4 1 °
o tRAERETF Stoc o
o FIE Available upon Order D< 6 St SH260-R4-2-0.3-H 2 5 0.3 50 4 1 °
D 6 Lo SH260-R4-2-0.5-H 2 5 0.5 50 4 1 °
Bfiunit (mm ) SH260-R4-3-0.2-H 3 8 0.2 50 4 1 o
SH260-R4-3-0.3-H 3 8 03 50 4 1 °
SH260-R4-3-0.5-H 3 8 0.5 50 4 1 °
o FRAERETF Stock D Tol
o FRFRE Available upon Order b< 6 0
= -0.01
6<Ds< 12 e
b 12 Sos
BAft7unit (mm )
T{4#4% Workpiece Material T14#1# Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
BN, 2N RS 5 5 5 [N = 2] aeil 5 3 3
v PHS#RER/SERRN RSN RBEEN VREEEN A PHS#EER/ DGR TERBEER RBEEN VREEEN
Carb(c:nsgtl-elzlcilloy AfI‘g/H;glgl(T-Fo)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(c:nsgtl-elilcilloy AI(I‘zi/HSFngI{;ELI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRO) (55-60HRC) (> 60HRC)
o) © © © O O © © © @)

OfIER Most Suitable

o1& Suitable

LIS Cutting Parameters % P120

OfIEH Most Suitable

o1& Suitable

HEFFTIEIS4] Cutting Parameters X P121




IHI7JE | CUTTING TOOLS

|G-PAK18.1

SH260-R4-H

AT]ERAk

4 Flute, Corner Radius

[G-PAK18.1]

CUTTING TOOLS

| YIEI7IE

SH260-R4-H

ATEfk

4 Flute, Corner Radius

C
1= = e I o
L L
- . MM EG a g mazm| ) | s ml N
ﬁI - , Fig2 Wl A TSN e ﬁI - ‘Q Fig2 e\ Ry | Thicrsv
Lc ' FRCIHBBIES%P061T See page 061 for guidelines to icons Le TRCIHBEIES%EPO61I  See page 061 for guidelines to icons
L ) 87 Continue L ) £287 Continue
RS ES B 165 ES 7
Ordering Code v Le r L d Figure No. Stock Ordering Code B Le r L d Figure No. |  Stock
SH260-R4-3-0.2-H-3 3 8 0.2 50 3 2 ° SH260-R4-8-0.2-H 8 20 0.2 60 8 2 °
SH260-R4-3-0.3-H-3 3 8 0.3 50 3 2 ° SH260-R4-8-0.3-H 8 20 0.3 60 8 2 )
SH260-R4-4-0.2-H 4 10 0.2 50 4 2 ° SH260-R4-8-0.5-H 8 20 0.5 60 8 2 °
SH260-R4-4-0.3-H 4 10 0.3 50 4 2 ° SH260-R4-8-1-H 8 20 1 60 8 2 )
SH260-R4-4-0.5-H 4 10 0.5 50 4 2 ° SH260-R4-10-0.2-H 10 25 0.2 75 10 2 o
SH260-R4-4-1-H 4 10 1 50 4 2 ° SH260-R4-10-0.5-H 10 25 0.5 75 10 2 )
SH260-R4-5-0.2-H 5 13 0.2 50 6 1 ° SH260-R4-10-1-H 10 25 1 75 10 2 °
SH260-R4-5-0.5-H 5 13 0.5 50 6 1 o SH260-R4-10-2-H 10 25 2 75 10 2 o
SH260-R4-6-0.2-H 6 15 0.2 50 6 2 ° SH260-R4-12-0.5-H 12 30 0.5 75 12 2 °
SH260-R4-6-0.3-H 6 15 0.3 50 6 2 o SH260-R4-12-1-H 12 30 1 75 12 2 )
SH260-R4-6-0.5-H 6 15 0.5 50 6 2 ° SH260-R4-12-2-H 12 30 2 75 12 2 o
SH260-R4-6-1-H 6 15 1 50 6 2 o o R Stock 5 ol
o FEFhE Available upon Order D< 6 0
o tfEfETF Stock D Tol = -0.01
o FRFRE Available upon Order <6 0 6 <D< 12 902
- -0.01 —
6<Ds 12 O b 12 Sos
D 12 —8.03 BAfzunit (mm)
BAf7unit (mm)
T{444%} Workpiece Material T4+ Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
iR, &= a0 3 E 5 iR, 52l aeil 3 3 3
v PHS#KERR/ D EGIAN RSN TRBEEN RBEEN A PHS#EER/ DGR FERESN RBEEN VREEEN
Carb(c?nagtl-elzlc,)Alloy AiIA;i/HS'i(e:Z\Fo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(c:nsgtl-elilcilloy AI(I‘zi/HSFngI{;ELI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRO) (55-60HRC) (> 60HRC) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRO) (55-60HRC) (> 60HRC)
@) © ©) ©) @) e} ® ©) ® o

OfzIES Most Suitable

o i&& Suitable

HEFEFTIHI S Cutting Parameters % P121

OfIEH Most Suitable

o1& Suitable

HEFFTIEIS4] Cutting Parameters X P121
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SH260-RH4-H SH260-RH4-H

ATHREFSL ATIREFSL
4 Flute Corner Radius, with Long Shank Length 4 Flute Corner Radius, with Long Shank Length
Y S
 ————— C , - |  ———— C , ‘ . |
L L
Y P‘ Ry P .
S . =ol- T UL T =gl T UL
Lc FRCIREBIEES%EP061T  See page 061 for guidelines to icons Lc FRCIREBIES%P0615T  See page 061 for guidelines to icons
L L
T8RS Es EF TS ES EF
Ordering Code e Lc r L d Figure No. Stock Ordering Code v ke r L d Figure No. |  Stock
SH260-RH4-4-60-0.2-H 4 10 0.2 60 4 2 ° SH260-RH4-6-60-1-H 6 15 1 60 6 2 °
SH260-RH4-4-60-0.3-H 4 10 0.3 60 4 2 ° SH260-RH4-6-75-1-H 6 15 1 75 6 2 °
SH260-RH4-4-60-0.5-H 4 10 0.5 60 4 2 ° SH260-RH4-8-75-0.3-H 8 20 0.3 75 8 2 o
SH260-RH4-4-75-0.5-H 4 10 0.5 75 4 2 ° SH260-RH4-8-75-0.5-H 8 20 0.5 75 8 2 °
SH260-RH4-4-60-1-H 4 10 1 60 4 2 ° SH260-RH4-8-100-0.5-H 8 20 0.5 100 8 2 °
SH260-RH4-4-75-0.5-H-6 4 10 0.5 75 6 1 ° SH260-RH4-8-75-1-H 8 20 1 75 8 2 °
SH260-RH4-4-60-1-H-6 4 10 1 60 6 1 ° SH260-RH4-10-100-0.5-H 10 25 0.5 100 10 2 °
SH260-RH4-6-60-0.3-H 6 15 0.3 60 6 2 ° SH260-RH4-10-100-1-H 10 25 1 100 10 2 °
SH260-RH4-6-60-0.5-H 6 15 0.5 6 6 2 o SH260-RH4-12-100-0.5-H 12 30 0.5 100 12 2 °
SH260-RH4-6-75-0.5-H 6 15 0.5 75 6 2 ° SH260-RH4-12-100-1-H 12 30 1 100 12 2 °
SH260-RH4-6-100-0.5-H 6 15 0.5 100 6 2 ° SH260-RH4-12-120-1-H 12 30 1 120 12 2 o
° ﬁ—\}ﬁEﬁ St_ock D Tol o tuEEEETE Stock D Tol
o FFRE Available upon Order 0 o FBTRAE Available upon Order 9
D< 6 o1 D< 6 o1
6<Ds 12 o2 6<Ds12 S0z
b 12 Sos b 12 Sos
BAfiunit (mm) Efunit (mm)
T/4#4%+ Workpiece Material T14#4%L Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
W, o e PHIS B/ D P A A B, E ssen PH.SHZEIA/ DA P P P
Cartsgn Steel Alloy Afloy Steel '—I'E)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(on Steel Llloy Afloy Steel '-I'I:))ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (> 60HRC)
@) © ©) © ) 0 Q) ® ® o)
OFIES Most Suitable o 1&& Suitable OfRES Most Suitable 0 J&& Suitable
HEFHIHIS S Cutting Parameters X P121 HEFEFIIEIS % Cutting Parameters X P121
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SH260-RN4-H SH260-RN4-H

ATHERE Rk ATHERR Rk
4 Flute Corner Radius, with Reduced Neck 4 Flute Corner Radius, with Reduced Neck
——Trsfd m [ N —— L .
U L
L L
e =R UL g e L
EL—C' IRCIHEBIES%EPO61T  See page 061 for guidelines to icons EL—- IRCIRBBESEPO6LE  See page 061 for guidelines to icons
- ) 88 Continue - ) %85 Continue
Ordg;%%&ode v Le r d2 L1 L d Fig-e:l=l5 No. S%fk Ordg;%%code e Le r d2 L1 L d Fig:eI=I5 No. S%T?k
SH260-RN4-1-3-0.1-H 1 2 0.1 0.96 3 50 4 1 o SH260-RN4-6-18-0.2-H 6 12 0.2 5.8 18 75 6 2 o
SH260-RN4-1-6-0.1-H 1 2 0.1 0.96 6 50 4 1 ) SH260-RN4-6-24-0.2-H 6 12 0.2 5.8 24 75 6 2 o
SH260-RN4-1.5-4.5-0.1-H 15 3 0.1 145 4.5 50 4 1 o SH260-RN4-6-18-0.5-H 6 12 0.5 5.8 18 75 6 2 [
SH260-RN4-1.5-9-0.1-H 15 3 0.1 1.45 9 50 4 1 ) SH260-RN4-6-24-0.5-H 6 12 0.5 5.8 24 75 6 2 °
SH260-RN4-2-6-0.2-H 2 4 0.2 192 6 50 4 1 o SH260-RN4-8-24-0.2-H 8 16 0.2 7.8 24 75 8 2 o
SH260-RN4-2-12-0.2-H 2 4 0.2 192 12 50 4 1 ° SH260-RN4-8-32-0.2-H 8 16 0.2 7.8 32 75 8 2 o
SH260-RN4-2-6-0.3-H 2 4 0.3 192 6 50 4 1 o SH260-RN4-8-24-0.5-H 8 16 0.5 7.8 24 75 8 2 °
SH260-RN4-2-12-0.3-H 2 4 0.3 192 12 50 4 1 o SH260-RN4-8-32-0.5-H 8 16 0.5 7.8 32 75 8 2 °
SH260-RN4-3-9-0.2-H-6 3 6 0.2 2.88 9 60 6 1 ) SH260-RN4-10-30-0.5-H 10 20 0.5 9.8 30 100 10 2 °
SH260-RN4-3-18-0.2-H-6 3 6 0.2 2.88 18 60 6 1 ) SH260-RN4-10-40-0.5-H 10 20 0.5 9.8 40 100 10 2 °
SH260-RN4-3-9-0.3-H-6 3 6 0.3 2.88 9 60 6 1 o SH260-RN4-10-30-1-H 10 20 1 9.8 30 100 10 2 °
SH260-RN4-3-18-0.3-H-6 3 6 0.3 2.88 18 60 6 1 o SH260-RN4-10-40-1-H 10 20 1 9.8 40 100 10 2 °
SH260-RN4-4-12-0.2-H-6 4 8 0.2 38 12 60 6 1 ° SH260-RN4-12-36-0.5-H 12 24 0.5 11.8 36 100 12 2 °
SH260-RN4-4-12-0.3-H-6 4 8 0.3 38 12 60 6 1 o SH260-RN4-12-48-0.5-H 12 24 0.5 11.8 48 100 12 2 ®
SH260-RN4-4-12-0.5-H-6 4 8 0.5 38 12 60 6 1 SH260-RN4-12-36-1-H 12 24 1 11.8 36 100 12 2 ®
SH260-RN4-4-24-0.5-H-6 4 8 0.5 38 24 75 6 1 ° SH260-RN4-12-48-1-H 12 24 1 11.8 48 100 12 2 ®
o IR Stock D Tol o tRfEfEfF Stock D Tol
o FEIRE Available upon Order D< 6 90 o HIME Available upon Order D< 6 o1
6<Ds 12 o2 6<Ds 12 S0z
D 12 Sos b 12 Sos
B {i7unit (mm) B{Tunit (mm )
T4+ Workpiece Material T4+ Workpiece Material
1234 5 n 6 1 mZ 34 1234 5 E 6 1 m 34
N as S 5 5 4N, Ae as S 5 5
Steel(<35 HRC) Steel(<48HRC) Steel(<35 HRQ) Steel(<48HRC)
e} © © © o) @) © © © @)
OBI&EE Most Suitable o i&& Suitable OfRES Most Suitable 0 J&& Suitable
HEFFIIEIS S Cutting Parameters X P121 HEFSEIEIZ 4 Cutting Parameters 3 P121
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SH260-B2-H SH260-BH2-H

27]BKk 27JHARERSL
2 Flute, Ballnose 2 Flute Ballnose, with Long Shank Length
7 <
Lc . — Le —
L L
< o <& ©
, 2| @) | rncrsn |0 U . L sran] e
“I — — — F'92 h5 Helix Ballnose “I - - I~ F'92 hs Helix Ballnose
Lc FRCIHBBIES%P061T See page 061 for guidelines to icons LL_ TRCIHBEIES%EPO61I  See page 061 for guidelines to icons
L L
1T5S BsS EF T8RS BS EF
Ordering Code v R Le L d Figure No. Stock Ordering Code E R ke L d Figure No. Stock
SH260-B2-1-1.5-H 1 0.5 15 50 4 1 ® SH260-BH2-2-60-H 2 1 3 60 4 1 ®
SH260-B2-1.5-2.5-H 15 0.75 2.5 50 4 1 ® SH260-BH2-2-60-H-6 2 1 3 60 6 1 )
SH260-B2-2-3-H 2 1 3 50 4 1 Y SH260-BH2-3-60-H 3 15 4.5 60 4 1 ®
SH260-B2-3-4.5-H 3 15 45 50 4 1 ° SH260-BH2-3-60-H-6 3 15 4.5 60 6 1 °
SH260-B2-3-4.5-H-3 3 15 45 50 3 2 ° SH260-BH2-3-75-H-6 3 15 4.5 75 6 1 o
SH260-B2-3-4.5-H-6 3 15 45 50 6 1 . SH260-BH2-4-60-H 4 2 6 60 4 2 e
SH260-B2-4-6-H 4 2 p =0 4 2 R SH260-BH2-4-75-H 4 2 6 75 4 2 °
SH260-B2-4-6-H-6 4 2 6 50 6 1 A SH260-BH2-4-60-H-6 4 2 6 60 6 1 ®
SH260-B2-5-7.5-H 5 25 75 50 6 1 N SH260-BH2-4-75-H-6 4 2 6 s 6 ! e
26082691 . 3 . % . 5 . SH260-BH2-5-60-H 5 2.5 7.5 60 6 1 3
SH260-BH2-6-60-H 6 3 9 60 6 2
SH260-B2-8-12-H 8 4 12 60 8 2 ° °
SH260-BH2-6-75-H 6 3 75 6 2 )
SH260-B2-10-15-H 10 5 15 75 10 2 )
SH260-BH2-6-100-H 6 3 9 100 6 2 ®
SH260-B2-12-18-H 12 6 18 75 12 2 ®
SH260-BH2-8-75-H 8 4 12 75 8 2 ®
SH260-B2-16-24-H 16 8 24 100 16 2 o
SH260-BH2-8-100-H 8 4 12 100 8 2 ®
o tRfERETF Stock
o FEFRE Available upon Order R Tol SH260-BH2-10-100-H 10 5 15 100 10 2 °
R<3 * 0005 SH260-BH2-12-100-H 12 6 18 100 12 2 °
R 3 +0.008
— o tREERETF Stock
EiZunit (mm ) o FEFRE Available upon Order R ol
R< 3 +0.005
R 3 +0.008
BAf7unit (mm)
T{4#4%l Workpiece Material T{4#4%l Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
B, B P PHIS A/ DR RN S R B, B P PH .55k 3/ DR/ P S S
Carb(on Steel Alloy AEon Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carb(on Steel Alloy AI(on Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRO) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRO) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRO) (55-60HRC) (> 60HRC)
O © © © O @) © © © @)
OFES Most Suitable o i&& Suitable OfRiEE Most Suitable  © J&& Suitable
HEFFHIHIS S Cutting Parameters X P123 HEFEFIIEIS% Cutting Parameters X P123
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SH260-BN2-H SH260-BN2-H

27JAFERSL 27 FEkRSk
2 Flute Ballnose, with Reduced Neck 2 Flute Ballnose, with Reduced Neck
b Lc, . s Lc, .
3 <, . ’ 300 ' @ <, . ) '
wu 1 @[l e 7 @[] e
n L FRCIHBBIES%P061T See page 061 for guidelines to icons m L FRCIREBIES%P0615T  See page 061 for guidelines to icons
L L ) &8 Continue
TS Es EF T8RS Es EF
Ordering Code = R Le d2 L1 L d Figure No. | Stock Ordering Code e R Le d2 L L d Figure No. | Stock
SH260-BN2-1-3-H 1 0.5 1 0.96 3 50 4 1 o SH260-BN2-4-12-H 4 2 4 39 12 50 4 2 )
SH260-BN2-1-6-H 1 0.5 1 0.96 6 50 4 1 ) SH260-BN2-4-24-H 4 2 4 3.9 24 60 4 2 o
SH260-BN2-1.5-5-H 15 0.75 15 145 5 50 4 1 ¢} SH260-BN2-4-24-H-6 4 2 4 39 24 60 6 1 °
SH260-BN2-1.5-9-H 1.5 0.75 15 1.45 9 50 4 1 ) SH260-BN2-5-15-H 5 2.5 5 49 15 60 6 1 o
SH260-BN2-2-6-H 2 1 2 1.95 6 50 4 1 o SH260-BN2-5-30-H 5 2.5 5 49 30 75 6 1 o
SH260-BN2-2-12-H 2 1 2 1.95 12 50 4 1 ) SH260-BN2-6-18-H 6 3 6 5.9 18 75 6 2 o
SH260-BN2-3-9-H 3 1.5 3 29 9 50 4 1 ° SH260-BN2-8-24-H 8 4 8 7.9 24 75 8 2 °
SH260-BN2-3-18-H 3 1.5 3 29 18 50 4 1 ° SH260-BN2-10-30-H 10 5 10 9.9 30 100 10 2 )
SH260-BN2-3-18-H-6 3 1.5 3 29 18 50 6 1 o SH260-BN2-12-36-H 12 6 12 11.9 36 100 12 2 o
o TRHEEETF Stock = Tl ° ﬁ-\)ﬁEﬁ Stock = Tl
o EFAZE Available upon Order o FFRE Available upon Order
R< 3 + 0.005 R< 3 + 0.005
R 3 +0.008 R 3 +0.008
EAfunit (mm) EAf7unit ( mm )
T{4#4%l Workpiece Material T{4#4%l Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
R s PHSHXEI/ DR P s o st B P PHISEZE/ D ECI i Tl s T s o
Carbon Steel Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carbon Steel Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRC) Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRO) (55-60HRC) (> 60HRC)
O © © © O @) © © © @)
OBI&EE Most Suitable o i&& Suitable OfRiEE Most Suitable  © J&& Suitable
HEFFHIHIS S Cutting Parameters X P123 HEFEFIIEIS% Cutting Parameters X P123




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

HEFIHIZE) HEFTIHIZ A

Recommended Cutting Data Recommended Cutting Data

SH260- S2, SN2, R2, RN2-H m SH260- S4. SH4, SL4. SN4. R4, RH4, RN4-H E

BN, FEEENFor Alloy Steels, Hardend Steels——##&%% Sloting BEM. EEBNFor Alloy Steels, Hardend Steels——{lll$% Side Milling

2 . 7J4&Dc Tool Di =% " . 7142Dc Tool Dia ( mm
TR it B ZEDC Tool Bia (mm) TemN B R MR (mm)
Workpiece Material ( n?m )p Cutting Condition > 4 6 3 10 12 Workpiece Material (mm) Cutting Range |Cutting Condition 2 4 6 8 10 12
n PO fee10D ( N ) 20000 | 10350 | 8500 6600 5250 4400 N ( sy ) 14000 | 7200 | 4800 | 3600 | 2900 | 2400
Alloy Steel iy r - AT
© Ap<0.05D BHAREF General BHAREF
(30-45HRC) ( mm/min ) 520 550 630 610 580 580 E Alﬁyﬁsﬁze y ap<1.2D (mm/min) 800 900 1000 1100 1050 1000
3%% I o100 ( vy ) 16000 | 8300 5200 3800 3100 2800 ( 30-45HRC) ae<0.08D S ( sy ) 20000 | 10000 | 7000 | 5200 | 4200 | 3600
Hardened Steel Ap<0.02D SRR High Speed AR
m (45-55HRC ) (mmm/min) 380 410 340 320 300 300 Cmrmin ) 1200 | 1400 | 1600 | 1800 | 1600 | 1500
B hee1b ( vy ) 13500 | 6800 4600 3000 2400 2000 N ( s : 12500 | 6400 | 4200 | 3200 | 2500 | 2100
Hardened Steel - - A
- Ap<0.01D SEAEEF BEW. ER General AR
(55-60HRC) (mm/min ) 240 240 230 190 180 170 = Alloy Steel ap<10D (Cmm/min ) 500 600 700 800 700 640
ey, 2e<0.04D S (BN, | 18000 | 9200 | 6100 | 4600 | 3600 | 3000
= R
High Speed BHAEEF
SH260- S2. SN2. R2. RN2-H m ( ";2;",1,'” ) 900 1150 | 1300 | 1400 | 1300 | 1200
e > > ) . ——_ (min-1) 11000 | 5600 | 3700 | 2800 | 2200 | 1900
A&, EENFor Alloy Steels, Hardend Steels—ll# Side Milling o e
SRR <08D (mm/min ) 440 500 580 630 570 550
Hardened Steel aaep<‘0 bZD EEN
o T4 ; 55-60HRC =2 _ )
o Cuﬂguipth ——_— 7J42Dc Tool Dia (mm ) ( ) H!%:‘ES% #d (min-1) 15000 | 8000 | 5300 | 4000 | 3200 | 2700
Workpiece Material Cutting Condition igh Spee HHAEREF
P (mm) 9 2 4 6 8 10 12 i ) 790 900 1040 | 1100 | 1000 900
Bew Ap<0.8D ( fff'\i ) 20000 10350 8500 6600 5250 4400
Alloy Steel 0 ¢ ey N
(30-45HRC) Ae<003D R 720 750 830 610 820 820 () N
. mm/min 1. BRI RIUARFN AR,
ﬁ'%fﬂ S#E]%W AD<0.5D ( Erfllf—’;‘. ) 16000 8300 5200 3800 3100 2800 2 iBIRETIHIEE. RERIMS BN E S AR R IR,
oy Stee oy e 3. FERRBNIASKAERMSUTRAHITY , MRNESKITHK , TSR , LA , SELSEEGE , HAREMRE,
Hardened Steel Ae<0.03D HHAIEREF
(45-55HRC ) Cmemymin ) 540 570 520 460 420 420 [Note]
- 1. Make sure work piece and machine are stable and use a precision holder.
1N
FRIESN Ap<05D (min-1) 13500 6800 4600 3000 2400 2000 2. Please adjust the speed, feed and cutting depth according to actual cutting conditons.
Hardened Steel Ae?s_o.leD SRR 3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
(55-60HRC) ( mr-'n/mﬁ\ ) 340 360 350 270 250 250 When the tool overhang length is longer, please adjust the speed, feed and cutting depth.

[EE]

1. BRI R EHIARFITIMR.

2. EHRIBTIHIEREE, RERIMEFIEN IS AR AR,

3. PRERBIESKAERMEUUTRAHEITH , MRDESIKIIK , INTHSZ~4ER , A, SESREEE , #HARENRE.
[Note]

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

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed, feed and cutting depth.
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HEFIHIZE HEFTIHIZE)

Recommended Cutting Data Recommended Cutting Data

SH260- S6. SH6. SL6-H E SH260-B2. BH2. BN2-H m

BN, ERERFor Alloy Steels, Hardend Steels——{lli#% Side Milling BN, FEENFor Alloy Steels, Hardend Steels——{524%5Profiling

Teae il Mg AP e P i e T e —— TI#&Dc Tool Dia ( mm)
Workpiece Material CUtt(":T?n?‘;pth Cutting Condition 6 8 10 12 16 20 Workpiece Material Cutt(lr:gnl?)epth Cutting Range ~ |Cutting Condition| 145 R2*4 R3%6 R4*8 R5*10 | R6*12
n aam Ap<15D ( vy : 6200 | 4800 | 4000 | 3200 | 2400 | 1600 N ( ey , | 20000 | 10300 | 6900 | 5100 | 4100 | 3400
Alloy Steel e — B
Ae<0.05D HHOEREF General FHEAEEEF
30-45HRC HR RAER
( ) (mm/min ) 1674 1584 1560 1440 1296 960 n A|E);$S€F|ee| ap=005~0.1 (mm/min) 1500 1650 1650 1700 1700 1750
3%% éﬁfim Ap<LSD ( ﬁ%'\l‘ ) 4500 3600 3000 2400 1800 1200 (30-45HRC) ae<0.02D S ( ﬁf'} ) 35000 | 17500 | 11600 | 8700 | 7000 | 6000
=1, =. <~
m H(afé‘?ggﬂ Sée;" Ae<0.03D (ﬁﬁﬁﬁ) 1215 1188 1170 1080 972 720 High Speed (%ﬁ’%ﬂ% , | 2600 | 2700 | 2700 | 2850 | 2850 | 2900
TS Ap<15D ( ffllf"i ) 3100 2400 2000 1600 1200 800 N—_—— ( ﬁf"l‘ ) 15900 | 8000 | 5300 | 4000 | 3200 | 2600
Hardened Steel it AL . o SHIAY
( 55-60HRC ) Ae<0.02D ( %ﬁ%}%ﬂ 744 720 720 627 576 432 3%%/ B 2p=0.05-0.1 General (’“:—*ﬁ/@f:) 1200 | 1300 | 1300 | 1350 | 1350 | 1400
Hardened Steel Ae<0.02D RN
(45-55HRC ) S (1) 28600 | 14300 | 9500 | 7200 | 5700 | 4500
6359 High Speed (HEREE | 2200 | 2300 | 2300 | 2350 | 2350 | 2400
1. RN ARAT T, TEREN
2 EIRIBIMIRE. RENI S rTE S R R, —— (FBN) | 12000 | G000 | 4000 | 2900 | 2400 | 2100
3. ERERRBIESKAERMELITARERTRN , IRDESKITK , INTSr=4Ra) , A , BELEREE , #HEEEIRE. LG_ené}al AR
[Note] RRE 4520.05-0.1 (/i) 900 960 960 920 920 900
1. Make sure work piece and machine are stable and use a precision holder. Hardened Steel 2;5'0'025 EEEN
2. Please adjust the speed, feed and cutting depth according to actual cutting conditons. (155-60HRC) AN (min-1) 25400 | 12700 8500 6400 5000 1900
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ). High Speed A
gn>p HHBEEF 1800 | 1800 | 1800 | 1500 | 1500 | 1500
When the tool overhang length is longer, please adjust the speed, feed and cutting depth. ( mm/min’)

(EE]

1. BRI R SRR,

2. SRR, RERIMEEEN IS R R AR,

3. LRERRBIESKHERAMEUTHAHEITH , MRDESIKEK , INTHS~4ERa | I, SESREEE | HARERE.
[Note]

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

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed, feed and cutting depth.
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SG200-MAEEEEAINITIZIHET]

SG200-M Specialized Processing Endmills For Graphite Mold

$G200-M-RN4

ATRINE AL
4 Flute Corner Radius, with Reduced Neck

o ERT3CEFTIDHENIBASEESRE. THRUIT , HEERSL.

It is suitable for high precision and special processing of 3D curved glass graphite mould in

3C electronic industry.Air cooling is recommended. " .
e . R/
- BAEENARERE  ERTINISESMEEASMS , BEAUEITEL. H Pl '
High-purity diamond coating film,with excellent wear resistance,it is suitable for processing . L1
the graphite brands of different hardness. N . -
e e T o UL
. BHROTAETE  SURFONTRERE. = ? . —
N . .. . FRCINBBIES%EPO61  See page 061 for guidelines to icons
Exclusive pre-treatment technology to achieve good machining surface quality. L
L
1JHS ES B
Ordering Code - = r d2 L1 L d Figure No. | Stock
SG200-M-RN4-1-6-0.1-50 1 2 0.1 0.96 6 50 4 1 o
SG200-M-RN4-2-6-0.15-50 2 35 0.15 1.92 6 50 4 1 °
SG200-M-RN4-2-12-0.15-50 2 35 0.15 192 12 50 4 1 °
SG200-M-RN4-2-6-0.2-50 2 35 0.2 1.92 6 50 4 1 °
SG200-M-RN4-2-12-0.2-50 2 35 0.2 192 12 50 4 1 °
SG200-M-RN4-2-6-0.3-50 2 3.5 0.3 1.92 6 50 4 1 o
SG200-M-RN4-2-12-0.3-50 2 35 0.3 1.92 12 50 4 1 o
SG200-M-RN4-3-10-0.15-50 3 4 0.15 29 10 50 4 1 °
SG200-M-RN4-3-10-0.2-50 3 4 0.2 29 10 50 4 1 °
SG200-M-RN4-3-15-0.2-50 3 4 0.2 29 15 50 4 1 [
SG200-M-RN4-3-10-0.5-50 3 4 0.5 29 10 50 4 1 ¢}
o TRAEEERF Stock D Tol
o FTRTE Available upon Order 0
D=4 -0.010
D 4 So1s
Bf7unit (mm)
T {4#4#l Workpiece Material
1234 5 123 123 123 4 5
WiN. 52N e P
(<35HRQ) (48HRCLL) Soiless itk B8 Aas aE
Carbon Steel Alloy | Alloy Steel,Tool Slteel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRQ) Steel(<48HRC)
©

©&IER Most Suitable

0 i&& Suitable

HEFEFIEIS4] Cutting Parameters % P129




CUTTING TOOLS | #JEI702

|G-PAK18.1 [G-PAK18.1]

IHI7JE | CUTTING TOOLS

$G200-M-B2

2708kk

2 Flute, Ballnose

$G200-M-RN4

ATIRINE AL
4 Flute Corner Radius, with Reduced Neck

el ™ e
L
Pl UL :
l4-‘ Helix ﬁI — /X\[g Fig2

=S M

o Le FRCIREBIES%EP061T  See page 061 for guidelines to icons Lc FRCIHBAES%EP061T  See page 061 for guidelines to icons
L L
8RS Es EF KRS ES BEfF

Orderiﬁé Code - L r d2 L1 - d Figure No. | Stock Ordering Code E R Le L d Figure No.| Stock
SG200-M-RN4-4-10-0.2-50 4 6 0.2 39 10 50 4 2 [} SG200-M-B2-0.4-1.5-50 04 0.2 15 50 4 1 o
SG200-M-RN4-4-15-0.5-50 4 6 0.5 3.9 15 50 4 2 [} SG200-M-B2-0.5-2-50 0.5 0.25 2 50 4 1 ®
SG200-M-RN4-4-10-1-50 4 6 1 3.9 10 50 4 2 o SG200-M-B2-0.6-2-50 0.6 0.3 2 50 4 1 o
SG200-M-RN4-6-25-0.5-50 6 9 0.5 5.9 25 50 6 2 [} SG200-M-B2-0.8-3-50 0.8 0.4 3 50 4 1 o
SG200-M-RN4-6-25-1-50 6 9 1 5.9 25 50 6 2 o SG200-M-B2-1-3-50 1 0.5 3 50 4 1 ®
SG200-M-RN4-6-20-1.5-50 6 15 15 5.9 20 50 6 2 o SG200-M-B2-1.5-5-50 1.5 0.75 5 50 4 1 ®
SG200-M-RN4-6-20-2-50 6 15 2 5.9 20 50 6 2 o SG200-M-B2-2-6-50 2 1 6 50 4 1 ®
SG200-M-RN4-8-30-1-60 8 10 1 7.9 30 60 8 2 o SG200-M-B2-3-8-50 3 1.5 8 50 4 1 ®
SG200-M-RN4-10-35-0.5-75 10 15 0.5 9.8 35 75 10 2 [} SG200-M-B2-4-16-50 4 2 16 50 4 2 ®
SG200-M-RN4-10-45-1-75 10 15 1 9.8 45 75 10 2 SG200-M-B2-5-16-50 5 25 16 50 6 1 o
o FRERETE Stock B Tl SG200-M-B2-6-16-50 6 3 16 50 6 2 o

o FEFhzE Available upon Order 0
D= 4 -0.010 o tRfEFETF Stock D Tol
D 4 0 o ZBFR&E Available upon Order
-0.015 R< 0.4 + 0.003
Efiunit (mm ) R 0.4 +0.005
Bfunit (mm)
T{4#4%l Workpiece Material T{4#4%} Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
wEN, a2 = TN wEN, AEiN = TR
(<35HRO) (48HRCLATF) Stainless 2378 BE wEE as (<35HRO) (48HRCIATF) Stainless 7378 1=} bE=EH as
Carbon Steel, Alloy | Alloy Steel, Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite Carbon Steel, Alloy | Alloy Steel, Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC) Steel(<35 HRC) Steel(<48HRC)
© ©

OFRIEE Most Suitable
HEFEFLIHI S Cutting Parameters % P129

0 1&& Suitable

OfIEH Most Suitable

0 1&# Suitable

HEFFIEIS4] Cutting Parameters % P129
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SG200-M-BN2 HEETHI S5

: Recommended Cutting Data A
PUALS 2SS 2
2 Flute Ballnose, with Reduced Neck SG200-M-RN4, B2, BN2
K % fs5For Graphite——{B#2#% Profiling
f<Le
L LL Ttk IEIE IR HE HRRE
N Workpiece Material Cutting Depth ( mm ) Cutting Range (min-1) (mm/min)
f’ . =P 3071 U
5‘ — I — — 2 Fig2 h5 Helix | Ballnose BRKY
Lc . e ) General 10000~15000 2000~3000
L1 FRCIHBBES%EP061  See page 061 for guidelines to icons AE 0.03<ap<0.05
L m Graphite 0.03<ae<0.05 st
High Speed 25000~32000 3500~4500
1J5S ES T
Ordering Code B R Ee d2 LL L d Figure No. Stock
“M- -0.5-8- =39
5G200-M-BN2-0.5-8-50 05 | 02 2 046 8 >0 4 ! © L IR E B T SRS MR , #E=AIT.
SG200-M-BN2-0.6-10-50 0.6 0.3 2 0.55 10 50 4 1 ° 2. EIRIEDHIEE. RERIME. SR TRASENSBERTESRBER. HAREMIRE.
3. REEHTIRSK , (RIETJEMINNY | #fr=tizal.
SG200-M-BN2-0.8-15-50 0.8 0.4 3 0.75 15 50 4 1 o [Note]
1. Make sure work piece and special machine for graphite processing are stable and use a high precision holder, air cooling is recommended.
$G200-M-BN2-1-10-50 1 0.5 3 0.95 10 50 4 1 o 2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
$G200-M-BN2-1-15-50 1 05 3 0.95 15 50 4 1 ° 3. Try to control the length of the tool to ensure the tool processing stably,avoid vibration.
SG200-M-BN2-1.5-15-50 1.5 0.75 5 1.44 15 50 4 1 °
SG200-M-BN2-2-10-50 2 1 6 1.92 10 50 4 1 °
SG200-M-BN2-3-15-50 3 15 8 2.90 15 50 4 1 °
SG200-M-BN2-4-25-50 4 2 8 3.90 25 50 4 2 °
SG200-M-BN2-6-25-50 6 3 16 5.90 25 50 6 2 ]
o iEEETF Stock D Tol
o FEFRTE Available upon Order
R< 0.4 + 0.003
R 04 + 0.005
BAf7unit (mm)
T{4#4%l Workpiece Material
1234 5 123 123 123 4 5
= ] AER e
(<35HRCQ) (48HRCLAT) Stainless ek 2E fHEeE A=
Carbon Steel Alloy | Alloy Steel,Tool S;eel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRQC) Steel(<48HRC)
©

OF&S Most Suitable o J&& Suitable

HEFEFLIHI S Cutting Parameters % P129




CUTTING TOOLS | #JEI702

ST210k &&= HeeIN Ti7t)]

ST210 High Performance Endmills for Titanium Alloys

S$ST210-54
4TIk

4 Flutes Square

o« FEQE. AFEE , BXUDERSNTE  ESINTIRERE. blf - W 4
Lc

Variable helix and differential flute pith design , reduces vibration and improves surface quality.

o ERTHRAESME (TA7. TC4, TC18 ) RAEMIFHIEEREINT,
Suitable for high performance machining of titanium alloys ( TA7 , TC4 , TC18 ) and stainless steel.

=R L [u

FRCIHBBES%EP061  See page 061 for guidelines to icons

o ROBENERARIT , 7JOEES , TSI ETIEIINT.,
Eccentric relief design , improves tool stability. bl

o REMMIMHERENR  BERIETHES.

Special carbide substrate for machining of difficult-to-cut materials, highest tool life.

Ordgﬁﬁ%éode e Le L d FigilEIre%NO S%fk
ST210-54-02006 2 6 50 4 1 °
ST210-S4-02506 25 6 50 4 1 °
ST210-S4-03009 3 9 50 4 1 °
ST210-S4-03509 3.5 9 50 4 1 °
ST210-S4-04011 4 11 50 4 2 °
ST210-S4-04511 4.5 11 50 4 1 ¢}
ST210-S4-05013 5 13 50 6 1 °
ST210-S4-06016 6 16 50 6 2 °
ST210-S4-08020 8 20 60 8 2 °
ST210-S4-10025 10 25 72 10 2 °
ST210-S4-12030 12 30 75 12 2 )
ST210-S4-14032 14 32 80 14 2 o
ST210-S4-16036 16 36 100 16 2 °
ST210-54-20045 20 45 100 20 2

;%%Tﬁtime upon Order D ot
D<6 B2
6< D< 12 203
D>12 ey
unit mm
T {##4#} Workpiece Material
P M H
1234 5 123 4
WiN. AN Azl P
Carbon Stfeslél_,| F){G‘Clloy Steels AILOZBS:&eCIs Stainless Steel TA TC B
O @) © © © ©

© fRI&H Most Suitable

0 1&& Suitable

HEFFIEIS4] Cutting Parameters X P135




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

ST210-R4 ST210-R4

ATIE L ATJERk
4 Flutes Corner Radius 4 Flutes Corner Radius
cEi - j Figl , = bEi - ﬁ Figl ] |
E B . " W
L L

< /400 S /409
- e o] L L [ < o] L L o
e = =y = Cm=
Lc Lc

‘ FRCIHBBIES%EPO61  See page 061 for guidelines to icons FRCIREBIES%EP061T  See page 061 for guidelines to icons

L L
Ordg;l;%%lcode v r Le L d Fig?NO S%T?k Ordggﬁg%&ode v r ke L d FigilElre%NO S%)Tc?k
ST210-R4-02002 2 0.2 6 50 4 1 o ST210-R4-10020 10 2 25 72 10 2 o
ST210-R4-03003 3 0.3 9 50 4 1 o ST210-R4-12010 12 1 30 75 12 2 )
ST210-R4-03005 3 0.5 9 50 4 1 o ST210-R4-12020 12 2 30 75 12 2 o
ST210-R4-04005 4 0.5 11 50 4 2 ° ST210-R4-12030 12 3 30 75 12 2 )
ST210-R4-04010 4 1 11 50 4 2 ° ST210-R4-16010 16 1 36 100 16 2 °
ST210-R4-05005 5 0.5 13 50 6 1 o ST210-R4-16020 16 2 36 100 16 2 o
ST210-R4-06005 6 0.5 16 50 6 2 ° ST210-R4-16030 16 3 36 100 16 2 °
ST210-R4-06010 6 1 16 50 6 2 ° ST210-R4-20010 20 1 45 100 20 2 )
ST210-R4-08005 8 0.5 20 60 8 2 ° ST210-R4-20020 20 2 45 100 20 2 o
ST210-R4-08010 8 1 20 60 8 2 ° ST210-R4-20030 20 3 45 100 20 2 )
ST210-R4-10005 10 0.5 25 72 10 2 ° o KBRS Stock
ST210-R4-10010 10 1 25 72 10 2 . © HUE Available upon Order - 0 OT:'
o tTERETF Stock 6< Ds< 12 o3
o EHE Available upon Order D[:G . ol ooio S0,
-0.02 .
6< D< 12 o3 unit mm
p>12 o4
unit mm
T/4#4%} Workpiece Material T4+ Workpiece Material
P M H P M H
1234 5 123 4 1234 5 123 4
BN, AN Aasi P iR, 52l e T
Carbon Steels , Alloy Steels Alloy Steels Stainless Steel TA TC B Carbon Steels , Alloy Steels Alloy Steels Stainlees Steel TA TC B
<35HRC < 48HRC <35HRC < 48HRC
@) O © © © © @) @) © © © ©
© FRE& Most Suitable o i&E#& Suitable © FIEH Most Suitable o &#& Suitable
il T P e HEFZYIBIE#L Cutting Parameters % P135
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Recommended Cutting Data

4TIBRSL
4 Flutes Ball Nose ST210- S4/R4 E
EE. AEW For Titanium Alloys, Stainless Steel —— i Side Milling
< -
THIE UALES
TRt : Vc .
- Workpiece Material Cutt(lr:T?mD)epth i Dl(anr?;';er 2 4 6 8 10 12 16 20
- =@l }2] U
5 h6 Ballnose E%‘E Speed
FRCIHEBIES%EPO61E  See page 061 for guidelines to icons sed (min1) 9555 | 4780 | 3185 | 2390 | 1910 | 1590 | 1195 | 955
A ap<1.5D
B Titanium 60
Alloy ae<0.25D BHATEEE
e G Feed Rate 380 | 285 | 320 | 335 | 345 | 350 | 310 | 305
= ;
Ordering Code v R Le L d Stock (mm/min )
ST210-B4-02004 2 1 4 50 6 o Hz?iisnefid 12740| 6370 | 4245 | 3185 | 2545 | 2020 | 1590 | 1275
N ap<1.5D
SUZIY- B0 . L2 g 50 g © M Stainless Steel| ae<0.25D 80 AR
ST210-B4-04008 4 2 8 50 6 ) Feed Rate 760 | 510 | 510 | 510 | 510 | 485 | 445 | 430
(mm/min)
ST210-B4-05010 5 25 10 50 6 ¢}
ST210-B4-06012 6 3 12 50 6 °
(E=]
ST210-B4-08014 8 4 14 60 8 ° 1. (RIS BRI,
2 FREEAINTIIR  ESREEE. #Ea, R,
5T210-84-10018 10 > 18 75 10 d 3. ERIMSHRERNBBKNERMEITIHE , ENRBKITK , MIAS=ERE , BEPEEE, SR,
ST210-B4-12022 12 6 22 75 12 o (Note] , , o
1. Make sure work piece and machine are stable and use a precision holder.
ST210-B4-16030 16 8 30 100 16 o 2. Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.
3. The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).
S$T210-B4-20038 20 10 38 100 20 o When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
o HREEREF Stock
o ZEFRE Available upon Order D Tol
R>1 + 0.02
unit  mm
T/444#} Workpiece Material
1234 5 123 4
BN, AN Aasi TR
Carbon Steels , Alloy Steels Alloy Steels Stainless Steel TA TC B
<35HRC < 48HRC
O @) © © © ©

© Bi&& Most Suitable o i&& Suitable

HEFFIIHISE] Cutting Parameters X P137




tIHI7JE | CUTTING TOOLS

HEFIHIZE

Recommended Cutting Data

ST210- S4/R4

SEE. AN For Titanium Alloys, Stainless Steel— #&%% Slotting

5 TIHIE UALES
THrt K Ve .
Workpiece Material Cutting|Depthiiis iy ST 2 4 6 8 10 | 12 | 16 | 20
(mm) (mm)
A %%fn?f‘id 6370 | 3185 | 2120 | 1590 | 1270 | 1060 | 795 | 635
E Titalr::ium aple 40 TV
Alloy ae=1D HHATRRE
FeedRate | 255 | 190 | 170 | 190 | 200 | 210 | 190 | 190
(mm/min)
%%;?f‘;d 9555 | 4775 | 3185 | 2390 | 1910 | 1590 | 1195 | 955
M T ap<1D 60
Stainless Steel ae=1D BHAEE
Feed Rate | 380 | 285 | 320 | 335 | 345 | 350 | 310 | 305
( mm/min )
6329

1. BRI REITARFTIRE.

2 EHRIERAINTI IR  ELERGE. B, RIS,

3. ERIHISHRZRRTDESKHERMEUTHGEE  ENESRKIK IStk , iSEHEREER. HETDR.
[Note]

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

2. Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.

3. The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

CUTTING TOOLS | {IHITIE

HEFTIHIZE)

Recommended Cutting Data

ST210- B4

HEE. AEW For Titanium Alloys, Stainless Steel —— {F8%% Profiling

I JALES
Titat ; Ve )
Workpiece Material Cutting|Depth |58 iy S 2 4 6 8 10 | 12 | 16 | 20
(mm) (mm)

¥l Speed | 9555 | 4750 | 3185 | 2390 | 1910 | 1590 | 1195 | 955

PN in-1
| aps02D 60 ()
Alloy ae<0.3D PHAERE
Feed Rate 380 | 285 | 320 | 335 | 345 | 350 | 310 | 305
(mm/min)

Wi Speed |57, 6370 | 4245 | 3185 | 2545 | 2020 | 1590 | 1275

(min-1)
M N7 ap<0.2D 80
Stainless Steel ae<0.3D BHABE
Feed Rate 760 | 510 | 510 | 510 | 510 | 485 | 445 | 430
(mm/min)
EE]

1. BRI R SR TIRE,

2. BHRIBRAINT IR  ELEEEE. #E. TIRMIE.

3. LRIHISHRERTAESKHERMEUTHGE  ENEERKIK ISR , BEXSEREER. HEMTR.
[Note]

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

2. Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.

3. The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.




STB200EEBkLI7H5T]

STB200 Taper Ball Nose

o ERTHEMAIEBMNI. BT,

Suitable for semi-finishing and finishing of blisks and blades.

o EEETRITRMERTT  EEAREINT,
Taper avoidance design and vibration suppression design , suitable for large overhang processing.

o REABATHREARNRSUHRERIKFE  MESS . IMIRE.

Sultra-fine cemented carbide and special coating , high wear resistance, longer tool life,

. SREMEE , BfFREEL0.01mm , HEREL3,

High precision profile , Radius tolerance+0.01mm , Taper tolerance+3'.

CUTTING TOOLS | #JEI702

STB200-F4

ATJHEREBRIITHE]
4 Flutes Taper Ball Nose

53 P——
e — —————s
& |
L A [ [ 25
e AITiN U
=gl -\
FRCIHABIESEPO61T  See page 061 for guidelines to icons
TS EF
Ordering Code a R Le L d Stock
STB200-F4-04002006 2 2 10 80 6 o
STB200-F4-06002008 2 3 10 80 8 o
STB200-F4-08002010 2 4 15 100 10 o
STB200-F4-10002012 2 5 20 120 12 o
o TRAERETF Stock Tol
o ZEFR&E Available upon Order
R + 0.01
[of +3
unit mm
T4 Workpiece Material
1234 5 123 123 4
N, ALl aEN (RPN &
TG EEaE b=ra
Carbon Stjgl;l_,'s(lzloy Steels Alloz)llsslfliecls Stainless Steel HRSA Titanium Alloys
O O © © ©

© BRi&& Most Suitable o i&& Suitable

HEFFTIEIS4] Cutting Parameters X P141




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

STB200-F4 HEATINI S5

= Recommended Cutting Data s
ATIHEREERSLITHET]

4 Flutes Taper Ball Nose STB210- F4
H#EEBRL Taper ball nose——{EProfiling

S oianasmm .
— ] = - HIE - 7
E | ——————— s DI | e |
. . 9 |cutting Speed Tool 3 4 5 6 8 10
L F Workpiece Material Depth (m/min) | Diameter(mm)
| | amn |35 U ((minp)
h6 .IE“ Ballnose E%E Speed
TRCHIBAESEPO61  See page 061 for guidelines to icons ap<0.2D ( minp-l ) 10600 | 7960 | 6370 5300 | 3980 | 3180
M T 100
Stainless Steel (80~120) BHAEREE
<0.2D Feed Rate 1160 | 1020 | 1020 | 1100 | 1100 | 1080
E) R aes ;
Ordering Code a R Le L d Stock ((mm/min )
STB200-F4-03003006 3 15 10 80 6 ¢ ap<0.03D $§(1§1i5n’:f(§d 3715 | 2785 | 2225 | 1855 | 1390 | 1115
-F4- =iEa 35
STB200-F4-04003006 3 2 10 80 6 o HRSA (25~45) HAEE
STB200-F4-05003008 3 25 10 80 8 o ae<0.03D Feed Rate 295 245 230 220 220 265
( mm/min)
STB200-F4-06003010 3 3 10 100 10 o
STB200-F4-08003012 3 4 15 120 12 o ap<0.2D FE opesd | 7430 | 5570 | 4450 | 3715 | 2785 | 2230
wasg 70
STB200-F4-10003016 3 5 20 120 16 o Titanium Alloys (60~80) AR
ae<0.3D Feed Rate 740 670 715 670 610 535
o TSR Stock Tol ( mm/min )
o ZEFfzE Available upon Order
R +0.01
° =2 259!
unit mm 1. T5E RIS AR,
2 BIRERAINT IR SRR, B, RIS,
3. ERIHISHRRBIABKAERAMEIUTRIE , E7NEEKIK , ININSF=4EiR , BESEELER, HEMTR.
[Note]
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed , cutting depth and width according to actual cutting conditions.
3. The milling conditions are for endmill that overhang length is less than 4*D(mill dia.).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
T{4#4%} Workpiece Material
1234 5 123 123 4
BN, 2N Aaeil =E A A
B ERAE FIN=EH
Carbon Stjgl-rs,l_,'sclzloy Steels Alloz){ssﬁ?&:ls Stainless Steel HRSA Titanium Alloys
O O © © ©

© BRi&& Most Suitable o i&& Suitable

HEFFIIHISEL Cutting Parameters X P141
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WA=

D918SEtREE BN IN LRk Esh

D918S High Performance Twist Drills for Steel

o ERATIN. MREEIEI, RESMHEREMES DRASHIIT.
Suitable for drilling mild Steel, Interrupted cutting, defective cooling condition and other severe
working condietions.

o MR, REUIRERERIIEERE,

New Curved edge design, balance tip strength and sharpness.

o SEGEUEIRIT , HESRMTEMERE | IRFTTIRNINK.

New G form flute design, strengthens chip breaking performance and tool rigidity.

o EERREAR , TUENMTER  BRAMELF.

New substrate and upgraded coating, contributes to higher flexibility for various drilling conditions
and better universality.




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

D918S-A3N D918S-A3N

EREE BN T3 DINS RS EREE BN T 3DINS AR
High Performance 3D External Cooling Twist Drills For Steel High Performance 3D External Cooling Twist Drills For Steel
Tmax=Lc-1.5xD ; Tmax=Lc-1.5xD ;
- ] e | | : ——w e
kel - — - o ‘OT - - - =)
- - iﬂmm - Le Lc | B g
L [ TiSIN ‘L 2N ) TiSiN
FRCIRBBIESEP61I  See page 61 for guidelines to icons FRCHBBIES%EP61E  See page 61 for guidelines to icons
Tmax-BRAHEFELR Recommended Maximum Depth Tmax-BRAHEEFELR Recommended Maximum Depth
18RS RS RY KRS BERY
Ordering Code D2 e L L d(h6) Screw Thread Dim Ordering Code iz ke L L d(h6) Screw Thread Dim
D918S-A3N-0300 3.00 20 36 62 6 D918S-A3N-1100 11.00 55 45 102 12
D918S-A3N-0330 3.30 20 36 62 6 M4 D918S-A3N-1200 12.00 55 45 102 12 M14
D918S-A3N-0400 4.00 24 36 66 6 D918S-A3N-1250 12.50 60 45 107 14 M14x1.5
D918S-A3N-0420 4.20 24 36 66 6 M5 D918S-A3N-1300 13.00 60 45 107 14
D918S-A3N-0500 5.00 28 36 66 6 M6 D918S-A3N-1400 14.00 60 45 107 14 M16
D918S-A3N-0600 6.00 28 36 66 6 D918S-A3N-1450 14.50 65 48 115 16 M16x1.5
D918S-A3N-0680 6.80 34 36 79 8 M8 D918S-A3N-1500 15.00 65 48 115 16
D918S-A3N-0700 7.00 34 36 79 8 M8x1 D918S-A3N-1600 16.00 65 48 115 16
D918S-A3N-0800 8.00 41 36 79 8 D918S-A3N-1700 17.00 73 48 123 18
D918S-A3N-0850 8.50 47 40 89 10 M10 D918S-A3N-1800 18.00 73 48 123 18
D918S-A3N-0900 9.00 47 40 89 10 M10x1 D918S-A3N-1900 19.00 79 50 131 20
D918S-A3N-1000 10.00 47 40 89 10 D918S-A3N-2000 20.00 79 50 131 20
D918S-A3N-1030 10.30 55 45 102 12 M12 »
RSB D(m7) d(he)
D918S-A3N-1050 10.50 55 45 102 12 M12x1.5 nominalfsizeliange
>2—3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
R56E dh >6—10 +0.006/+0.021 | 0.000/-0.009
”°m'”i'25'zz fange . oz;m7<; o 0000( ?oos >10—18 +0.007/+0.025 | 0.000/-0.011
S :0:004;:0:016 o:ooojzoioos > 1820 +0.008/+0029 | 0000/-0.013
>6—10 +0.006/+0.021 | 0.000/-0.009 fizunit(mm)
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
BA{Sunit(mm)
T {4+ Workpiece Material T/4#4%L Workpiece Material
1234 5 67 123 12 3 1234 5 67 123 12 3
B, A2 A2 TAM | PHSUEE/DRETAN | o | oecanpon BASHY B, A2 AR TER | PHOWEE/DRERER | o | ook Baawn
Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic,Martensitic Stainless Steel | Nod ylar Cast Irén High-alloy Cast Iron Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic, Martensitic Stainless Steel | Nod ylar Cast Irén High-alloy Cast Iron
( < 35HRQ) (35-48HRC) Stainless Steel( < 48HRC) ! (”< 32HRO) (35-45HRC) ( < 35HRQ) (35-48HRC) Stainless Steel( < 48HRC) ! (“< 32HRO) (35-45HRC)
© © O O O O © © O O O O
© £xI&A Most suitable o 1&#& Suitable © ERIEH Most suitable o 1&#& Suitable
HEFFLIHISEL Cutting Parameters X P152-153 HEFFLIHISEL Cutting Parameters % P152-153




CUTTING TOOLS | IEITIR

IHI7JE | CUTTING TOOLS

D918S-A3C

EREEEININT3DNIL AL
High Performance 3D Inner Cooling Twist Drills For Steel

D918S-A3C

SR B ININT3DNS AL
High Performance 3D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD Tmax=Lc-1.5xD

SSERESS )o P =SS o
\140 AICTN/ \140 AICTN/
L L. L
L c 'W 3D : - ¢ -W Tisin | 3P
FRCIRBBIESEP61I  See page 61 for guidelines to icons FRCHBBIES%EP61E  See page 61 for guidelines to icons
Tmax-BRAHEFELR Recommended Maximum Depth Tmax-BRAHEFELR Recommended Maximum Depth
T8RS R R 18RS R RY
Ordering Code D2 e L L d(h6) Screw Thread Dim Ordering Code DIE7) ke L L di5) Screw Thread Dim
D918S-A3C-0300 3.00 20 36 62 6 D918S-A3C-1100 11.00 55 45 102 12
D918S-A3C-0330 3.30 20 36 62 6 M4 D918S-A3C-1200 12.00 55 45 102 12 M14
D918S-A3C-0400 4.00 24 36 66 6 D918S-A3C-1250 12.50 60 45 107 14 M14x1.5
D918S-A3C-0420 4.20 24 36 66 6 M5 D918S-A3C-1300 13.00 60 45 107 14
D918S-A3C-0500 5.00 28 36 66 6 M6 D918S-A3C-1400 14.00 60 45 107 14 M16
D918S-A3C-0600 6.00 28 36 66 6 D918S-A3C-1450 14.50 65 48 115 16 M16x1.5
D918S-A3C-0680 6.80 34 36 79 8 M8 D918S-A3C-1500 15.00 65 48 115 16
D918S-A3C-0700 7.00 34 36 79 8 M8x1 D918S-A3C-1600 16.00 65 48 115 16
D918S-A3C-0800 8.00 41 36 79 8 D918S-A3C-1700 17.00 73 48 123 18
D918S-A3C-0850 8.50 47 40 89 10 M10 D918S-A3C-1800 18.00 73 48 123 18
D918S-A3C-0900 9.00 47 40 89 10 M10x1 D918S-A3C-1900 19.00 79 50 131 20
D918S-A3C-1000 10.00 47 40 89 10 D918S-A3C-2000 20.00 79 50 131 20
D918S-A3C-1030 10.30 55 45 102 12 M12
ReE D(m7) d(h6)
D918S-A3C-1050 10.50 55 45 102 12 M12x1.5 nominal size range
>2—3 +0.002/+0.012 | 0.000/-0.006
- >3—6 +0.004/+0.016 | 0.000/-0.008
nominar oo range D(m7) d(h6) >6—10 +0.006/+0.021 | 0.000/-0.009
523 £0.002/+0.012 | 0.000/-0.006 >10—18 +0.007/+0.025 | 0.000/-0.011
S36 £0.004/+0.016 | 0.000/-0.008 >18—20 +0.008/+0.029 | 0.000/-0.013
>6—10 +0.006/+0.021 | 0.000/-0.009 Efi7unit(mm)
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
BafZunit(mm)
T14#4%} Workpiece Material T4+ Workpiece Material
1234 5 67 123 12 3 1234 5 67 123 12 3
B, A2 A2 TAM | PHSUEE/DRETAN | o | oecanpon BASHY B, A2 AR TER | PHOWEE/DRERER | o | ook Baawn
Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic,Martensitic Stainless Steel | Nod ylar Cast Irén High-alloy Cast Iron Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic, Martensitic Stainless Steel | Nod ylar Cast Irén High-alloy Cast Iron
( < 35HRC) (35-48HRC) Stainless Steel( < 48HRC) ! (”< 32HRO) (35-45HRC) ( < 35HRC) (35-48HRC) Stainless Steel( < 48HRC) ! (“< 32HRO) (35-45HRC)
© © O O O O © © O O O O

© BRiE& Most suitable

0 1&#& Suitable

HEFFIIHISE) Cutting Parameters % P152-153

© B&EA Most suitable

O 1&# Suitable

HEFFIIHIES 5] Cutting Parameters % P152-153




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

D918S-A5N D918S-A5N

= ReE BN TS DINS FREES B BeE BN TS DINS FREES
High Performance 5D External Cooling Twist Drills For Steel High Performance 5D External Cooling Twist Drills For Steel
Tmax=Lc-1.5xD Tmax=Lc-1.5xD
| - - = UT - Z N8
- - T a0° ] Al Le Le | ) er
L _ [ TiSiN L TiSiN
TRCHIBEESEP61I  See page 61 for guidelines to icons TRCIBBIESEP61  See page 61 for guidelines to icons
Tmax-BRAHEFELR Recommended Maximum Depth Tmax-BRAHEFELR Recommended Maximum Depth
iJ5S RS RY i8S B RY
Ordering Code D2 e L L d(h6) Screw Thread Dim Ordering Code iz ke L L d(h6) Screw Thread Dim
D918S-A5N-0300 3.00 28 36 66 6 D918S-A5N-1100 11.00 71 45 118 12
D918S-A5N-0330 3.30 28 36 66 6 M4 D918S-A5N-1200 12.00 71 45 118 12 M14
D918S-A5N-0400 4.00 36 36 74 6 D918S-A5N-1250 12.50 77 45 124 14 M14x1.5
D918S-A5N-0420 4.20 36 36 74 6 M5 D918S-A5N-1300 13.00 77 45 124 14
D918S-A5N-0500 5.00 44 36 82 6 M6 D918S-A5N-1400 14.00 77 45 124 14 M16
D918S-A5N-0600 6.00 44 36 82 6 D918S-A5N-1450 14.50 83 48 133 16 M16x1.5
D918S-A5N-0680 6.80 53 36 91 8 M8 D918S-A5N-1500 15.00 83 48 133 16
D918S-A5N-0700 7.00 53 36 91 8 M8x1 D918S-A5N-1600 16.00 83 48 133 16
D918S-A5N-0800 8.00 53 36 91 8 D918S-A5N-1700 17.00 93 48 143 18
D918S-A5N-0850 8.50 61 40 103 10 M10 D918S-A5N-1800 18.00 93 48 143 18
D918S-A5N-0900 9.00 61 40 103 10 M10x1 D918S-A5N-1900 19.00 101 50 153 20
D918S-A5N-1000 10.00 61 40 103 10 D918S-A5N-2000 20.00 101 50 153 20
D918S-A5N-1030 10.30 71 45 118 12 M12
D918S-A5N-1050 10.50 71 45 118 12 M12x1.5 nomifat sge range 2Xary g
>2—3 +0.002/+0.012 | 0.000/-0.006
= >3—6 +0.004/+0.016 | 0.000/-0.008
et range Dm7) d(h6) >6—10 +0.006/+0.021 | 0.000/-0.009
>2—3 +0.002/+0.012 | 0.000/-0.006 >10—18 +0.007/+0.025 | 0.000/-0.011
>3—6 +0.004/+0.016 | 0.000/-0.008 >18—20 +0.008/+0.029 | 0.000/-0.013
>6—10 +0.006/+0.021 | 0.000/-0.009 fizunit(mm)
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
BafZunit(mm)
T {4+ Workpiece Material T/4#4%L Workpiece Material
1234 5 67 123 12 3 1234 5 67 123 12 3
B, A2 A2 TAM | PHSUEE/DRETAN | o | oecanpon BASHY B, A2 AR TER | PHOWEE/DRERER | o | ook Baawn
Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic,Martensitic Stainless Steel | Nod ylar Cast Irén High-alloy Cast Iron Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic, Martensitic Stainless Steel | Nod ylar Cast Irén High-alloy Cast Iron
( < 35HRQ) (35-48HRC) Stainless Steel( < 48HRC) ! (”< 32HRO) (35-45HRC) ( < 35HRQ) (35-48HRC) Stainless Steel( < 48HRC) ! (“< 32HRO) (35-45HRC)
© © O O O O © © O O O O
© £xI&A Most suitable o 1&#& Suitable © FRI&A Most suitable o i&& Suitable
HEFFLIHISEL Cutting Parameters X P152-153 HEFFLIHISEL Cutting Parameters % P152-153




CUTTING TOOLS | #JEI702

IHI7JE | CUTTING TOOLS

D918S-A5C

EREE B INAN TS DS AR
High Performance 5D Inner Cooling Twist Drills For Steel

D918S-A5C

EREE BN TS DN SRR
High Performance 5D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

| AICTN/ \7140
TiSiN .

FRCIHABIESEP6LE  See page 61 for guidelines to icons

Tmax=Lc-1.5xD

140

memm| Alcv
S 50 [P

FRCIRBBES%EP61E  See page 61 for guidelines to icons

Tmax-BRAHEF LR Recommended Maximum Depth Tmax-BRAHEZELR Recommended Maximum Depth

1J5S BERY 1JHS BERY
Ordering Code iz e L L d(h6) Screw Thread Dim Ordering Code iz ke L L d(h6) Screw Thread Dim
D918S-A5C-0300 3.00 28 36 66 6 D918S-A5C-1050 10.50 71 45 118 12 M12x1.5
D918S-A5C-0330 3.30 28 36 66 6 M4 D918S-A5C-1100 11.00 71 45 118 12
D918S-A5C-0400 4.00 36 36 74 6 D918S-A5C-1200 12.00 71 45 118 12 M14
D918S-A5C-0420 4.20 36 36 74 6 M5 D918S-A5C-1250 12.50 77 45 124 14 M14x1.5
D918S-A5C-0500 5.00 44 36 82 6 M6 D918S-A5C-1300 13.00 77 45 124 14
D918S-A5C-0600 6.00 44 36 82 6 D918S-A5C-1400 14.00 77 45 124 14 M16
D918S-A5C-0680 6.80 53 36 91 8 M8 D918S-A5C-1450 14.50 83 48 133 16 M16x1.5
D918S-A5C-0700 7.00 53 36 91 8 M8x1 D918S-A5C-1500 15.00 83 48 133 16
D918S-A5C-0800 8.00 53 36 91 8 D918S-A5C-1600 16.00 83 48 133 16
D918S-A5C-0850 8.50 61 40 103 10 M10 D918S-A5C-1700 17.00 93 48 143 18
D918S-A5C-0900 9.00 61 40 103 10 M10x1 D918S-A5C-1800 18.00 93 48 143 18
D918S-A5C-1000 10.00 61 40 103 10 D918S-A5C-1900 19.00 101 50 153 20
D918S-A5C-1030 10.30 71 45 118 12 M12 D918S-A5C-2000 20.00 101 50 153 20
nominRaIT_rs?zé?range D(m?7) d(h6) nominRaITIs?zéSElrange D(m?7) d(h6)
>2—3 +0.002/+0.012 0.000/-0.006 >2—3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008 >3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009 >6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011 >10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013 >18—20 +0.008/+0.029 0.000/-0.013
Bf7unit(mm) B{7unit(mm)

T14#4#} Workpiece Material

P M

T14+4%l Workpiece Material

P M

1234 5 67 123 12 3 1234 5 67 123 12 3
B, A2 AeW, TAE PH S$k3¢K / DEHRIAN iz, SRR Bamy B, AN Asm. TEN PH 53K / DEHTRIA imen, SEER HaaBH
Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic, Martensitic Sta‘r?lze%ﬂteel Ng;eylacraé;slﬁpén High-alloy Cast Iron Steel, Alloy Steel Alloy Steel, Tool Steel PH,Ferritic, Martensitic Sta':I:eifs%%teel Ng;e%acraé;g(;:gn High-alloy Cast Iron
( < 35HRC) (35-48HRC) Stainless Steel( < 48HRC) ! (”< 32HRC) (35-45HRC) ( < 35HRC) (35-48HRC) Stainless Steel( < 48HRC) ! (“< 32HRC) (35-45HRC)
© © @) O O O © ©) O @) @) @)

© BRiE& Most suitable

0 1&#& Suitable

HEFFIIHISE) Cutting Parameters % P152-153

© B&EA Most suitable

O 1&# Suitable

HEFFIIHIES 5] Cutting Parameters % P152-153




IHI7JE | CUTTING TOOLS

D918S ZA5 et HEFIHIZSEL

D918S Series Recommended Cutting Data

YIHIERE Ve BHEEE fn
Tt (m/min) ( mm/rev)
Workpiece Material
RS | <8
100 140 0.09 0.11 0.14 0.19 0.23
L°m’)':;rgﬁir")sit§;'s' 80 100 0.13 0.15 0.19 0.25 0.30
( < 125HB) 50 60 0.16 0.19 0.23 0.31 0.38
REER , 5R0E , S
100 140 0.09 0.11 0.14 0.19 0.23
L‘E"I‘:i';;ir:g” pleels tfi*r‘]‘;” 75 100 0.13 0.15 0.19 0.25 0.30
Steels (< 125HB ) 50 60 0.16 0.19 0.23 0.31 0.38
L SERREN 90 120 0.09 011 0.14 0.19 0.23
Mec?ium carbon Stee’Is 70 80 0.13 0.15 0.19 0.25 0.30
n ( < 25HRC ) 45 60 0.16 0.19 023 031 038
&N, TEN 90 110 0.09 0.11 0.14 0.19 0.23
Alloy Steels , Tool Steels. 70 80 0.13 0.15 0.19 0.25 0.30
( < 35HRC) 45 50 0.16 0.19 0.23 0.31 0.38
&, TEWN 80 90 0.09 0.10 0.13 0.17 0.21
Alloy Steels , Tool Steels. 60 60 0.12 0.14 0.17 0.23 0.28
( 35-48HRC) 40 40 0.14 0.17 0.22 0.29 0.35
BAECARAERIN 40 80 0.05 0.06 0.07 0.08 0.09
Austenitic Stainless 30 60 0.08 0.10 0.12 0.13 0.15
Steels(130- 200HB) 20 40 0.10 0.12 0.14 0.18 0.20
EE%EE@%E?W%E
FIEEN
High-Strength Austenitic 40 80 0.03 0.04 0.05 0.06 0.07
M Stainless Steels and Cast 30 60 0.06 0.08 0.08 0.10 011
7 20 40 0.08 0.10 0.10 0.12 0.14
Stainless Steels
( < 25HRC)
SHEAEEN 35 60 0.03 0.04 0.05 0.06 0.07
Duplex Stainless Steels 25 45 0.06 0.08 0.08 0.10 0.11
( <30HRC) 20 30 0.08 0.10 0.10 0.12 0.14
3 &
Dé%rﬁeata?iﬁig 100 140 0.13 0.15 0.17 0.20 0.23
Noduylar Cast IrcIJn 80 120 0.17 0.20 0.25 0.27 0.30
( <28HRC) 60 60 0.20 0.23 0.30 0.35 0.40
FEREIN TS S HEL.
BREEEE X 100 140 0.11 0.13 0.15 0.17 0.20
Moderately Difficult Alloy 80 120 0.15 0.17 0.20 0.25 0.28
Cast Iron, Nodular Cast Iron 60 60 0.18 0.20 0.25 0.32 0.36
( <28HRC)
MINTHEaSH.
BREETEEK 90 100 0.06 0.08 0.10 0.12 0.14
Difficult Cutting High-alloy 70 90 0.09 0.10 0.13 0.16 0.20
Cast Iron, Nodular Cast Iron 60 60 0.11 0.13 0.16 0.20 0.26
( <45HRC)

(E=]

L i5EFRRMRSAITR | BICRAREIR. RKTINR, HReEsSAgsR1/0R

2. JERER R R TIREABENF0.02mm

3. HRETIBISHRER TR

4. WFRFZENTIEDNENE | FEREPRBANDEMREEIESE , R TASRESSRIN TSRS ARIIES
[Note]

1. Make sure work piece and machine are stable and use a precision holder, Use hydraulic chucks, high quality collet chucks.

2. Make sure total indicated run-out(TIR) is less than 0.02mm.

3. The Recommended Cutting condition is suitable for apply water soluble.

4. If the tool size is not in the table, Please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters

according to actual working conditions during processing.

CUTTING TOOLS | {IHITIE

D918S Z5 et HEFIHISEL

D918S Series Recommended Cutting Data

PIEIEE Ve HEEE fn
Tt (m/min’) ( mm/rev )
Workpiece Material
ﬂ 12 14 16 18 ®20
{ERER KB
100 140 0.24 0.28 0.30 0.33 0.34
Lo ':;rgﬁir");tsg's' 80 100 0.33 0.38 042 0.42 0.43
( < 125HB) 50 60 041 0.45 0.50 0.50 0.51
RSN | RE0IE , B4R
100 140 0.24 0.28 0.30 0.33 0.34
"%‘ﬁi';;irg;’” ?::ZIZu tfi*r‘]‘;” 75 100 0.33 0.38 042 042 043
Steels (< 125HB ) 50 60 041 0.45 0.50 0.50 0.51
L SERREN 9 120 0.24 0.28 0.30 033 034
Me(?ium carbon Stee'Is 70 80 0.33 0.38 0.42 0.42 043
n ( < 25HRC ) 45 60 041 045 0.50 0.50 0.51
&N, TEN 90 110 0.24 0.28 0.30 0.33 0.34
Alloy Steels , Tool Steels. 70 80 0.33 0.38 0.42 0.42 0.43
( < 35HRC) 45 50 041 0.45 0.50 0.50 0.51
&, TEWN 80 90 0.22 0.26 0.28 0.31 0.31
Alloy Steels , Tool Steels. 60 60 0.30 0.35 0.37 0.38 0.39
(35-48HRC) 40 40 0.37 041 0.44 0.46 0.47
BAECARAEEIN 40 80 0.10 0.11 0.12 0.13 0.14
Austenitic Stainless 30 60 0.17 0.18 0.20 0.22 0.24
Steels(130- 200HB) 20 40 0.22 0.24 0.24 0.26 0.28
%’?E%’EEJ@%E?WW
FIEAE N
High-Strength Austenitic 40 80 0.08 0.09 0.10 0.10 0.12
M Stainless Steels and Cast 30 60 0.13 013 014 0.14 0.16
. 20 40 0.16 0.18 0.18 0.20 0.22
Stainless Steels
( < 25HRC)
SHEAEEN 35 60 0.08 0.09 0.10 0.10 0.12
Duplex Stainless Steels 25 45 0.13 0.13 0.14 0.14 0.16
( <30HRC) 20 30 0.16 0.18 0.18 0.20 0.22
KB
méiﬂt;g%ﬁ?:% 100 140 0.25 0.28 0.30 0.32 0.35
Nodl}llar Cast Irc'Jn 80 120 0.33 0.36 0.40 0.42 0.45
( <28HRC) 60 60 0.45 0.48 0.50 0.52 0.55
FEEIN TS SHEL.
BREEEEX 100 140 0.22 0.24 0.25 0.28 0.30
Moderately Difficult Alloy 80 120 0.30 0.33 0.35 0.38 0.40
Cast Iron, Nodular Cast Iron 60 60 0.42 0.45 0.48 0.48 0.50
( <28HRC)
HINTHEaSHE.
BREETEEK 90 100 0.16 0.18 0.20 0.22 0.23
Difficult Cutting High-alloy 70 90 0.22 0.24 0.26 0.28 0.28
Cast Iron, Nodular Cast Iron 60 60 0.28 0.30 0.32 0.34 0.35
( <45HRC)

(E=]

1 iEERRIMRSHIIAR , BICRAREIIMR. REKIIE, HesEskhIsa 07

2. JERER R RS TIREABENF0.02mm

3. HREIBISRHRER T AR

4. WFRPLBDEIENE | BSREPRBENDEIREEIAISE . RN TASRESR I TERE L EREEI S8
[Note]

1. Make sure work piece and machine are stable and use a precision holder, Use hydraulic chucks, high quality collet chucks.

2. Make sure total indicated run-out(TIR) is less than 0.02mm.

3. The Recommended Cutting condition is suitable for apply water soluble.

4. If the tool size is not in the table, Please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters

according to actual working conditions during processing.




CUTTING TOOLS | {IHITIE

D968SE A EININ_ L ATEsh

D968S High Efficient Twist Drills for Stainless Steel

D968S-A3N

= ~ SABEHE
. BRTAAN, BN, AN, MAASHRASSHEII TN, RN L3DIN2 R tta
Suitable for Stainless Steel, Carbon Steel, Alloy Steel, Heat-resistant Alloys and Titanium High Efficient 3D External Cooling Twist Drills for Stainless Steel
Alloys efficient drilling.

Tmax=Lc-1.5xD

o WEEDRIT , BEAEENBENTIEANSETE. ] *
Unique point,better chip formation and evacuation. jg
i B8

FRCIRBBES%EP61E  See page 61 for guidelines to icons

s EFHENRER S BRI RSN, Le Le

Creative combination of coating and grade,super toughness and high wear resistance. L

o BAERRT  BEANRHIBMIRE.

Tmax-BRAHETFELR Recommended Maximum Depth

Optimization of flute outline,excellent chip evacuation.
KRS RS RS
Ordering Code Bm7) Le L L d(h6) Screw Thread Dim

D968S-A3N-0100 1.00 7 30 45 4

D968S-A3N-0200 2.00 13 36 55 4

D968S-A3N-0300 3.00 20 36 62 6

D968S-A3N-0330 3.30 20 36 62 6 M4

D968S-A3N-0400 4.00 24 36 66 6

D968S-A3N-0420 4.20 24 36 66 6 M5

D968S-A3N-0500 5.00 28 36 66 6 M6

D968S-A3N-0600 6.00 28 36 66 6

D968S-A3N-0680 6.80 34 36 79 8 M8

D968S-A3N-0700 7.00 34 36 79 8 M8x1

D968S-A3N-0800 8.00 41 36 79 8

D968S-A3N-0850 8.50 47 40 89 10 M10

D968S-A3N-0900 9.00 47 40 89 10 M10x1

D968S-A3N-1000 10.00 47 40 89 10

nominRaITJjE range 2lw) d(he)
223 +0.002/+0012 | 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
EA{unit(mm)
T/444#} Workpiece Material
1234 123 12 3
®W, & R BEaE 7 N=F
Steel, Alloy Steel Stainless Steel HRSA Titanium Alloys
( < 35HRQ) ! ( < 45HB) ( < 400HB)
@] © ©) ©)

© FES Most suitable o &S Suitable

HEFEFIEIS4] Cutting Parameters X P163-164




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

D968S-A3N D968S-A3C

BB T3DINS RS BN 3D RS
High Efficient 3D External Cooling Twist Drills for Stainless Steel High Efficient 3D Inner Cooling Twist Drills for Stainless Steel
Tmax=Lc-1.5xD Tmax=Lc-1.5xD

sl =

L. Lo mge| ArTin m u L Lo 140 | Arrin m E
L on '} nano i nano
TRCHIBEESEP61I  See page 61 for guidelines to icons FRCHBBIES%EP61E  See page 61 for guidelines to icons
Tmax-BRAHEZFELR Recommended Maximum Depth Tmax-BRAHEZELR Recommended Maximum Depth
KRS BSRY KRS RS RS
Ordering Code iz ke L L d(h6) Screw Thread Dim Ordering Code iz ke L L d(h6) Screw Thread Dim
D968S-A3N-1030 10.30 55 45 102 12 M12 D968S-A3C-0300 3.00 20 36 62 6
D968S-A3N-1050 10.50 55 45 102 12 M12x1.5 D968S-A3C-0330 3.30 20 36 62 6 M4
D968S-A3N-1100 11.00 55 45 102 12 D968S-A3C-0400 4.00 24 36 66 6
D968S-A3N-1200 12.00 55 45 102 12 M14 D968S-A3C-0420 4.20 24 36 66 6 M5
D968S-A3N-1250 12.50 60 45 107 14 M14x1.5 D968S-A3C-0500 5.00 28 36 66 6 M6
D968S-A3N-1300 13.00 60 45 107 14 D968S-A3C-0600 6.00 28 36 66 6
D968S-A3N-1400 14.00 60 45 107 14 M16 D968S-A3C-0680 6.80 34 36 79 8 M8
D968S-A3N-1450 14.50 65 48 115 16 M16x1.5 D968S-A3C-0700 7.00 34 36 79 8 M8x1
D968S-A3N-1500 15.00 65 48 115 16 D968S-A3C-0800 8.00 41 36 79 8
D968S-A3N-1600 16.00 65 48 115 16 D968S-A3C-0850 8.50 47 40 89 10 M10
D968S-A3N-1700 17.00 73 48 123 18 D968S-A3C-0900 9.00 47 40 89 10 M10x1
D968S-A3N-1800 18.00 73 48 123 18 D968S-A3C-1000 10.00 47 40 89 10
D968S-A3N-1900 19.00 79 50 131 20 D968S-A3C-1030 10.30 55 45 102 12 M12
D968S-A3N-2000 20.00 79 50 131 20 D968S-A3C-1050 10.50 55 45 102 12 M12x1.5
nominRaIT_EE;EIrange (oY) d(h6) nominRaITIs%range Dm7) d(h6)
22—3 +0.002/+0.012 | 0.000/-0.006 >2—3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008 >3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.009 >6—10 +0.006/+0.021 | 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011 >10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013 >18—20 +0.008/+0.029 0.000/-0.013
EAf7unit(mm) EAfSunit(mm)
T 448 Workpiece Material T/4#4%} Workpiece Material
1234 123 12 3 1234 123 12 3
N, A2 P [=Yaera PN=F N, ALl TR BEase PN=E
Steel, Alloy Steel Stainless Steel HRSA Titanium Alloys Steel, Alloy Steel Stainless Steel HRSA Titanium Alloys
( < 35HRQ) ! ( < 45HB) ( < 400HB) ( < 35HRC) ! ( < 45HB) ( < 400HB)
O © O O @] © O O
© FI&A Most suitable o i&& Suitable © FRI&A Most suitable o 1&& Suitable
HEFFLIHISEL Cutting Parameters X P163-164 HEFEFIEIS4] Cutting Parameters X P163-164
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D968S-A3C

EWAENIN 3D RS
High Efficient 3D Inner Cooling Twist Drills for Stainless Steel

Tmax=Lc-1.5xD

e

FRCIHABIESEP6LE  See page 61 for guidelines to icons

140

Tmax-ERAHETFHLR Recommended Maximum Depth

A=) R R
Ordering Code Bm7) Lc L% L d(he) Screw Thread Dim
D968S-A3C-1100 11.00 55 45 102 12
D968S-A3C-1200 12.00 55 45 102 12 M14
D968S-A3C-1250 12.50 60 45 107 14 M14x1.5
D968S-A3C-1300 13.00 60 45 107 14
D968S-A3C-1400 14.00 60 45 107 14 M16
D968S-A3C-1450 14.50 65 48 115 16 M16x1.5
D968S-A3C-1500 15.00 65 48 115 16
D968S-A3C-1600 16.00 65 48 115 16
D968S-A3C-1700 17.00 73 48 123 18
D968S-A3C-1800 18.00 73 48 123 18
D968S-A3C-1900 19.00 79 50 131 20
D968S-A3C-2000 20.00 79 50 131 20
nominRangﬁange D(m?7) d(h6)
>2—3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
BAfSunit(mm)
T14#4% Workpiece Material
1234 123 12 3
BN, ael TR [=Yaera wae
Steel, Alloy Steel Stainless Steel HRSA Titanium Alloys
( < 35HRQ) ! ( < 45HB) ( < 400HB)
O © O O

© RIEH Most suitable o i&& Suitable

HEFFIIHISE] Cutting Parameters % P163-164

CUTTING TOOLS | {IHITIE

D968S-A5N

AN TS DN RR LSS
High Efficient 5D External Cooling Twist Drills for Stainless Steel

Tmax=Lc-1.5xD

| - ———aw
3 ==E0
DN nano

FRCIRBBES%EP61E  See page 61 for guidelines to icons

140

L4 | Lc
L

Tmax-ERAMEFER Recommended Maximum Depth

TRE R RS
Ordering Code Bm7) Le L3 L d(he) Screw Thread Dim
D968S-A5N-0300 3.00 20 36 62 6
D968S-A5N-0330 3.30 20 36 62 6 M4
D968S-A5N-0400 4.00 24 36 66 6
D968S-A5N-0420 4.20 24 36 66 6 M5
D968S-A5N-0500 5.00 28 36 66 6 M6
D968S-A5N-0600 6.00 28 36 66 6
D968S-A5N-0680 6.80 34 36 79 8 M8
D968S-A5N-0700 7.00 34 36 79 8 M8x1
D968S-A5N-0800 8.00 41 36 79 8
D968S-A5N-0850 8.50 47 40 89 10 M10
D968S-A5N-0900 9.00 47 40 89 10 M10x1
D968S-A5N-1000 10.00 47 40 89 10
D968S-A5N-1030 10.30 55 45 102 12 M12
nominRaingrange D(m?7) d(h6)
>2—3 +0.002/+0.012 | 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.013
EfZunit(mm)
T{4#4%l Workpiece Material
1234 123 12 3
N, ALl TR BEase PN=ra
Steel, Alloy Steel Stainless Steel HRSA Titanium Alloys
( < 35HRC) ! ( < 45HB) ( < 400HB)
@] © O O

© FRiEH Most suitable o i&& Suitable

HEFEFIEIS4] Cutting Parameters X P163-164
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D968S-A5N D968S-A5C

SN TS DN RR LSS BN TS DAL R LSS
High Efficient 5D External Cooling Twist Drills for Stainless Steel High Efficient 5D Inner Cooling Twist Drills for Stainless Steel
Tmax=Lc-1.5xD Tmax=Lc-1.5xD

Tmax=Lo-1.6+ , x ’ | 3
| : 7@@ —_— e %AT e o

uTi,

Lo L ] ArTin E u L L 140 @] AITIN E E
|_ nano L nano
FRCIHBBIES%EP61  See page 61 for guidelines to icons FRCIHBBIES%EP61R  See page 61 for guidelines to icons
Tmax-BRAMHETFESR Recommended Maximum Depth Tmax-BRAHEZELR Recommended Maximum Depth
T8RS IR RS T8RS BB R
Ordering Code ez ke L L d(hs) Screw Thread Dim Ordering Code iz ke L L d(h6) Screw Thread Dim
D968S-A5N-1050 10.50 55 45 102 12 M12x1.5 D968S-A5C-0300 3.00 20 36 62 6
D968S-A5N-1100 11.00 55 45 102 12 D968S-A5C-0330 3.30 20 36 62 6 M4
D968S-A5N-1200 12.00 55 45 102 12 M14 D968S-A5C-0400 4.00 24 36 66 6
D968S-A5N-1250 12.50 60 45 107 14 M14x1.5 D968S-A5C-0420 4.20 24 36 66 6 M5
D968S-A5N-1300 13.00 60 45 107 14 D968S-A5C-0500 5.00 28 36 66 6 M6
D968S-A5N-1400 14.00 60 45 107 14 M16 D968S-A5C-0600 6.00 28 36 66 6
D968S-A5N-1450 14.50 65 48 115 16 M16x1.5 D968S-A5C-0680 6.80 34 36 79 8 M8
D968S-A5N-1500 15.00 65 48 115 16 D968S-A5C-0700 7.00 34 36 79 8 M8x1
D968S-A5N-1600 16.00 65 48 115 16 D968S-A5C-0800 8.00 41 36 79 8
D968S-A5N-1700 17.00 73 48 123 18 D968S-A5C-0850 8.50 47 40 89 10 M10
D968S-A5N-1800 18.00 73 48 123 18 D968S-A5C-0900 9.00 47 40 89 10 M10x1
D968S-A5N-1900 19.00 79 50 131 20 D968S-A5C-1000 10.00 47 40 89 10
D968S-A5N-2000 20.00 79 50 131 20 D968S-A5C-1030 10.30 55 45 102 12 M12
» D968S-A5C-1050 10.50 55 45 102 12 M12x1.5
nominRal\js)i%E'ange D(m?7) d(h6)
>2—3 +0.002/+0.012 | 0.000/-0.006 REE
>3—6 +0.004/+0.016 | 0.000/-0.008 ominalizeliange o7 dhe)
e 10 0006/-0.021 | 0.000/-0.009 >2—3 +0.002/+0.012 | 0.000/-0.006
>10—18 +0.007/+0.025 | 0.000/-0.011 >3—6 +0.004/+0.016 | 0.000/-0.008
>18—20 +0.008/+0.029 | 0.000/-0.013 >6—10 +0.006/+0.021 | 0.000/-0.009
— >10—18 +0.007/+0.025 | 0.000/-0.011
EBfunit(mm) >18—20 +0.008/+0.029 | 0.000/-0013
Bf7unit(mm)
T 448 Workpiece Material T/4#4%} Workpiece Material
1234 123 12 3 1234 123 12 3
iR, a2 TR BREeE wae BN, AN TR ERaE PN=ra
Steel, Alloy Steel Stainless Steel HRSA Titanium Alloys Steel, Alloy Steel Stainless Steel HRSA Titanium Alloys
( < 35HRC) ! ( < 45HB) ( < 400HB) ( < 35HRC) ! ( < 45HB) ( < 400HB)
O © O O @] © O O
© ERIEH Most suitable o 1&#& Suitable © FRIEH Most suitable o 1&& Suitable
HEFFLIHISEL Cutting Parameters X P163-164 HEFEFIEIS4] Cutting Parameters X P163-164
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D968S-A5C D968S R EELHEEIEISE

it D968S Series Recommended Cutting Data
AN TS DAL e
High Efficient 5D Inner Cooling Twist Drills for Stainless Steel

Ve (m/min) 458 (mm/rev)
T4
Tmax=Lc-1.5xD = 2 Workpiece Material n n ®3 o1 6 »8 ®10
=)o R, KA
140 - y 100 140 0.09 0.11 0.14 0.19 0.23
AITiN m E Low-carbon Steels, 80 100 0.13 0.15 0.19 0.25 030
L ( 3125&% )9 50 60 0.16 0.19 0.23 031 0.38
FRCIHBBIES%EP61R  See page 61 for guidelines to icons
Tmax-BRAHEFELR Recommended Maximum Depth (R | R | S 100 140 0.0 011 01 015 023
Low-carbon Steels , Short ' . . . '
iTHee B Rt Chipping , Free cuttirlmg Steels ;3 160(? 8%2 g%g 8;2 ggi 83(8)
= ¢4 ~ . . .. . .
Ordering Code D(m7) L 0 L d(h6) Screw Thread Dim n (< 125HB)
D968S-A5C-1100 11.00 55 45 102 P BRI 90 120 0.09 011 0.14 0.19 023
High-carbon Steels, 70 80 013 015 019 0.25 030
Medium carbon Steels . . . ' :
D968S-A5C-1200 12.00 55 45 102 12 M14 ( < 25HRC) 4 60 0.16 0.19 0.23 031 0.38
D968S-A5C-1250 12.50 60 45 107 14 M14x1.5
aai, TEN 90 110 0.09 0.11 0.14 0.19 0.23
D968S-A5C-1300 13.00 60 45 107 14 Alloy Steels , Tool Steels. 70 80 0.13 0.15 0.19 0.25 0.30
D968S-A5C-1400 14.00 60 45 107 14 M16 ( < 35HRC) 45 50 0.16 0.19 0.23 031 0.38
D968S-A5C-1450 14.50 65 48 115 16 M16x1.5 B FARSER 40 80 0.05 0.06 0.07 0.08 0.09
D968S-A5C-1500 15.00 65 48 115 16 Austenitic Stainless Steels 30 60 0.08 0.10 0.12 0.13 0.15
(130- 200HB) 20 40 0.10 0.12 0.14 0.18 0.20
D968S-A5C-1600 16.00 65 48 115 16
D968S-A5C-1700 17.00 73 48 123 18 '%ﬁg\g%ggﬂ
D9685-A5C-1800 18.00 73 48 123 18 M High-Strength Austenitic 10 & 0.08 0.0 0.08 0.06 0.07
Stainless Steels and Cast ' ' ' ' '
D968S-A5C-1900 19.00 79 50 131 20 SElEs Seas 20 40 0.08 0.10 0.10 0.12 0.14
D968S-A5C-2000 20.00 79 50 131 20 (< 25HRC)
<5 WHEAEEN 35 60 0.03 0.04 0.05 0.06 0.07
L . D(m7) d(hé) Duplex Stainless Steels 25 45 0.06 0.08 0.08 0.10 0.11
323 +0.002/+0012 | 0.000/-0.006 ( <30HRC) 20 30 0.08 0.10 0.10 0.12 0.14
>3—6 +0.004/+0.016 | 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.009 e a
>10—18 +0007/+0025 | 0.000/-0.011 %onﬁ;“;‘f'eaﬁ 50 0.03 0.04 0.05 0.06 0.07
>18—20 +0.008/+0.029 | 0.000/-0.013 Heat-resistant Alloys - ‘2‘2 ggg g% 8(138 81(2) 85‘
Bfiunit(mm) (160-260HB) : : : : :
HESESE
Cobalt-based Heat-resistant 50 0.03 0.04 0.05 0.06 0.07
AlloysCobaltbased - 40 0.05 0.07 0.09 0.10 0.12
Heat-resistant 25 0.08 0.10 0.10 0.12 0.14
B Alloys ( 250-450HB )
FRESESS
; g 50 0.03 0.04 0.05 0.06 0.07
N'Cke"basﬁlyﬁat'res'“a"t - 40 0.05 0.07 0.09 0.10 012
(160-450HB) 25 0.07 0.09 0.10 0.12 0.14
T4+4% Workpiece Material HRREE 45 0.03 0.04 0.05 0.06 0.07
Titanium and Titanium Alloys - 35 0.04 0.06 0.08 0.09 0.10
n M B (300-400HB) 20 0.06 0.08 0.10 011 012
1234 123 12 3 3]
BR. A8 ; =ZRae %ot 1. EERRIMRSAIAR , EIURAREIMR. kIR, wREs 27
Steel, Alloy Steel O HRSA Titanium Alloys 2. IR RHRRLTIREEEYNF0.02mm
( < 35HRQ) ! ( < 45HB) ( < 400HB) 3. RIS ER T AR
4. WFRPLENDETENIE , iBSREPRBENDESSETEISE , BiNLAERESR N TSRS SRR S8
O © O O [Note]
1. Make sure work piece and machine are stable and use a precision holder, Use hydraulic chucks, high quality collet chucks.
© BES Most suitable o i&Z Suitable 2. Make sure total indicated run-out(TIR) is less than 0.02mm.
. . 3. The Recommended Cutting condition is suitable for apply water soluble.
HEFFIHIS ) Cutting Parameters % P163-164 4. If the tool size is not in the table, Please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters

according to actual working conditions during processing.
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BT/HSKT E X%

BT/HSK Tooling System
D968S &5 FFeaEF RIS 2]

D968S Series Recommended Cutting Data
o EATBT/HSK-ARIEMIED , iz TR I Tk,

Suitable for BT/HSK-A spindle interface and widely used in various machining industries.

Ve ( m/min) #EEM (mm/rev)
Work Eﬂjﬁaterial o RN, RNIE(RIZ(BD)<3um , SEESEREM.
S n n 12 14 @16 18 ®20 Cryogenic treatment, minimum tool runout(3D)<3um,high accuracy and stability.
1EBR , KB 100 140 0.24 028 030 033 034 o BN BFES  FREVFEE.
'-Ot""cargﬁ.” Steels, 80 100 033 038 042 042 043 Good commonality, high efficiency, abundant product series.
ong Lhipping 50 60 041 0.45 0.50 0.50 0.51
( < 125HB)
Lf\fjﬁ?ré gﬁtgfeis%?hﬁgrt 100 140 0.24 0.28 0.30 0.33 0.34
Chiooing . Frea cutting Steels 75 100 0.33 0.38 0.42 0.42 0.43
pPpIng ., 9 50 60 0.41 0.45 0.50 0.50 0.51
(< 125HB)
E Hi'ﬁ’f_ﬁi’?ﬁf‘éﬁﬁl X 90 120 0.24 0.28 030 033 034
Megium carbon Steels 70 80 0.33 0.38 0.42 0.42 0.43
( < 25HRC) 45 60 041 0.45 0.50 0.50 0.51
BEM, TEN 90 110 0.24 0.28 0.30 0.33 0.34
Alloy Steels , Tool Steels. 70 80 0.33 0.38 042 0.42 043
( < 35HRC) 45 50 0.41 0.45 0.50 0.50 0.51
B ECAEESN 40 80 0.10 0.11 0.12 0.13 0.14
Austenitic Stainless Steels 30 60 0.17 0.18 0.20 0.22 0.24
(130- 200HB) 20 40 0.22 0.24 0.24 0.26 0.28
T AT B EG{ANAN
FHEA BN
M | sorsegnmmence | B | % | 0| ee | g oo | on
Stainless Steels and Cast 20 40 016 018 018 020 022
Stainless Steels
( < 25HRC)
SUHEARSHEN 35 60 0.08 0.09 0.10 0.10 0.12
Duplex Stainless Steels 25 45 0.13 0.13 0.14 0.14 0.16
( <30HRC) 20 30 0.16 0.18 0.18 0.20 0.22
=R =P
%i'?g‘;fﬁ 50 0.08 0.09 0.10 0.10 0.12
Heat-resistant Alloys B gg gig 8%2 8%; 8%3 g%g
(160-260HB) : : : : :
HESRSS
Cobalt-based Heat-resistant 50 0.08 0.09 0.10 0.10 0.12
AlloysCobaltbased - 40 0.14 0.15 0.17 0.16 0.18
Heat-resistant 25 0.16 0.18 0.18 0.20 0.22
B Alloys ( 250-450HB )
BHESRSS
) ) 50 0.08 0.09 0.10 0.10 0.12
N|ckel—baseAclikl)-Iyesat—reswtant B 20 014 015 017 016 018
(160-450HB) 25 0.16 0.18 0.18 0.20 0.22
KRHAS 45 0.08 0.09 0.10 0.10 0.12
Titanium and Titanium Alloys - 35 0.12 0.13 0.14 0.15 0.16
(300-400HB) 20 0.14 0.16 0.16 0.18 0.20

[EE]
1. 5{ERNIMRSIAR  EURAREIMR. FkIE, wREI eI
2. JERERHEHREGLTIRERBENF0.02mm
3. IR EIRIRMRER T ARIERIR
4. WFRPGENTIETNEME | FSRRPRZTANTIEMSIERTINSE , BRI TSRS TENE SRR S
[Note]
1. Make sure work piece and machine are stable and use a precision holder, Use hydraulic chucks, high quality collet chucks.
2. Make sure total indicated run-out(TIR) is less than 0.02mm.
3. The Recommended Cutting condition is suitable for apply water soluble.
4. If the tool size is not in the table, Please refer to the table closest to the blade diameter size selection of cutting parameters, adjust cutting parameters
according to actual working conditions during processing.
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GHP /& [EJJTRK GSKEIRIFZ R TIR

GHP Hydraulic Chuck GSK High Precision Chuck

AT3Q =]} 724 , iz‘qzﬂ‘/\\ = |\ , ab: R SRty E_‘i‘_ 7/ —E—, s P Py )
W%ﬁgﬁg y % ﬁ%%fmlz&ﬂ == ESSERCTIATG giﬂxlﬁlbﬂlﬂ %%%ma&fr IRERATEE  SEETHETR , PILEE
7:24 < AT3, cryogenic treatment reduces ﬁ]' %ﬁﬁgm’ﬁﬁgﬁm?;h. blad Notch-free design, prevent vibration, reduce noise
deformation to maintain the precision of areed\évs?gneesc;gtrtl)sc%pe lv?/itﬁréiffelgnt ade splattering coolant, assure increased strength of nut itself.
the handle. processing environment, and have goods

4 shock absorption and avoidance.

JTZNATRE. WUSESHEESEEENT.
It is widely used in mould, aircraft parts and other high
speed precision processing industry.

ATIZBN 72458 , LRSI 2R | BEETIHLETHR | (RiF
TIRREE.

7:24<AT3,cryogenic treatment reduces deformation to
maintain the precision of the handle.

tH7k75=( / Cooling

GSK-) BlZiE
GSK-J Nut
12(EfE8 / Simplicity of operator ]
—)
E‘Efﬁf‘é’%dﬂ%‘%gi]ﬂ?&
T THRSHHE e , RS EE B : -
) T-wrench can complete IRESHIEINRSRE |, I RS, Y O e
the installation and The integral of the chuck and the inner . . . »
disassembly of the tool liner is more stable and rigid than the B R MR R S RiEiE O KA E KI5 . \\J
y of the tool. separation of the normal sealing ring. By replacing two different seal covers, you can quickly - N ——
switch internal-cooling and flange-cooling. Inte;al_c;ﬁgmg Fra“ﬁnge_coolf:g
1n#53K / Higher clamping force Sum #&E = / Higher precision
3um ¥&fES / Higher precision H7k752 / Cooling 9 Rl 5 gher p
4° 8°
iy K IREHK
Internal-cooling Flange-cooling S p——
S et o] i oSk Cole I “eRcoler 3D 4L TIEVERBAR) Sum LI , AEREAEEEE
SRR, T) s e TP s s S b s HTIESe, JIREIFE - G2.5; 25000 rpm , B
BSE : 30000 rpm, A EIZREL S aT ASEER A O 7K R iR E 7K _ 45000 rpm
Runout(X3D) < 3um, increase surface-finish SEHAR. BECHE DSK IBEREIK , KIFHEKX , NMTHEEE=EEE. . . e ;
Runout(X3D) < 5um, increase surface-finish quality
quality significantly and tool life, balanced: You can quickly switch internal-cooling and With the new DSK collet, the clamping force is bigger and P - Lo ; ;
, T significantly and tool life, balanced: G2.5;25000rpm,
G2.5; 20000 rpm, Max: 30000 rpm. flange-cooling by change collets. the precision is higher and more stable. Max: 45000 rpm.
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MCMG+GSD%7%h
MCMG+GSD Spade Dirill

SFAUETITR
SF Shrink Fit Holder
o TZRIATEZE. RE. BEREBEREVTIELFLI0T.

Widely used in drilling of flange, automobile, mould and general machinery industry.

o XREVETNEERAFIRAITIOLIE | HERISFLAVSEN.

3D &NEEEBE 3um LUT , KieERSREGEENES i indi ; mr o
o TIASITE - G2.5:25000 rpm?%’.%‘?%‘i 50000 rpm . XR chisel edge regrinding and special edge treatment to ensure drilling stability.
Runout(x3D) < 3um, increase surface-finish quality significantly g

o —ANIFIEBESNTIR | TTARA.

and tool life, balanced: G2.5;25000 rpm, Max: 50000 rpm.

One tool body can be matched with multiple inserts to save cost.

ITZNATRE. WISESPHEEEEEMmT.
It is widely used in mould, aircraft parts and other high
speed precision processing industry.

AT3RBI7244E , ZITRETEANE | BEEMBHLETR |, (5
e TIEHBEE.

7:24<AT3,cryogenic treatment reduces deformation to
maintain the precision of the handle.

4558 / Higher clamping force ERIREDINT / Suitable for deep cavity processing

ARSIty
NSNS

318
A %51
TR TIE— RS ERF H B E R, MRESHIEFITELL , ERTRENT.
The integrated structure of the handle and cutter brings The slender structure is good for avoiding and suitable
a strong and uniform clamping force. for deep cavity processing.

1&EMAJIE / Applicable tools

u ===1 () ssssy X

EERaE/IE [ al=t
Cemented Carbide Tools High-speed Steel Tools




YIEIJJE | CUTTING TOOLS CUTTING TOOLS | #8702

=AY MIEZVE=RIREEE DT

Inserts of Spade Dirill The Lateral Fixation Type Flange Shank and Helical Flute Holder

[ O S O

((TH==TT)

. _ e , _ fes R
o dgfﬁz}%‘Co de Di?rgleec‘er Th’i;EJkgn?ess Grade or dgg;?;%lCo de DiaEnEter Thi%fess Grade T IiDﬁ'?IﬁéEA %j(iﬁf;’"ﬁﬁ BUKE Shank i
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MCMG013003-DS 13.00 o MCMG0215T3-DS 21.50 o bia Length
MCMG014003-DS 14.00 o MCMG0220T3-DS 22.00 o GSD-125-04D-FC20 63> 142.1 °
MCMGO014503-DS 14.50 o MCMG0225T3-DS 22550 . o GSD-125-07D-FC20 13.0~150 1143 1929 °
MCMGO015003-DS 15.00 o MCMG0230T3-DS 23.00 o GSD-125-11D-FC20 1778 2564 20.0 50.0 °
MCMGO015503-DS 15.50 318 o MCMG0235T3-DS 23.50 o CEDRLIIHEEACZY e iz .
MCMG016003-DS 16.00 o MCMG0240T3-DS 24.00 o GSD-150-06D-FC20 22 s 1143 1929 °
MCMG016503-DS 16.50 o MCMG025004-DS 25.00 o e LT7 — .
MCMG017003-DS 17.00 o MCMG026004-DS 26.00 o GSD-175-05D-FC25 1175 2108 o
MCMG017503-DS 17.50 o MCMG027004-DS 27.00 o CED-LIAtnnAris 180~ 215 — — .
MCMGO180T3-DS |  18.00 . MCMG028004-DS |  28.00 . GSD-175-12D-FC25 2699 363.2 250 560 *
MCMGO185T3-DS 1850 o MCMG029004-D5S 29.00 o CoO-ZLlpAris ——— — s
MCMGO190T3-DS 19.00 o MCMG030004-DS 30.00 476 o GSD-215-07D-FC25 22 28 1683 2616 N
MCMGO195T3-DS 19.50 3.97 o MCMG031004-DS 31.00 o CEDZLS D ris 2 e -
MCMG0200T3-DS 20.00 o MCMG032004-DS 32.00 o GSD-245-04D-FC32 1365 2394 °
MCMG0205T3-DS 20.50 o MCMG033004-DS 33.00 o GO0 22 DaD L 250~290 L 202 -
MCMG0210T3-DS | 21.00 . MCMG034004-DS |  34.00 . GSD-245-09D-FC32 2889 3918 320 £0.0 *
. GSD-295-03D-FC32 136.5 239.4 o
SIREFERF Stock | OFEHIE Avallable upon order GSD-295-05D-FC32 300 ~ 35.0 187.3 2902 o
GSD-295-08D-FC32 288.9 391.8 o

OHREEEETF Stock  OFETRE Available upon order
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The Lateral Fixation Type Flange Shank and Straight Flute Holder
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Range Depth BR KE
Dia. Length
GSD-125-01D-FC20-S 222 97.6 )
GSD-125-02D-FC20-S 349 113.5 [
13.0 ~ 15.0
GSD-125-19D-FC20-S 295.0 3739 ¢}
GSD-125-25D-FC20-S 387.0 466.0 o
20.0 50.0
GSD-150-01D-FC20-S 222 97.6 °
GSD-150-02D-FC20-S 34.9 113.5 °
15.5 ~ 17.5
GSD-150-16D-FC20-S 295.0 373.9 o
GSD-150-22D-FC20-S 387.0 466.0 o
GSD-175-02D-FC25-S 47.6 131.8 °
GSD-175-03D-FC25-S 66.7 163.2 °
18.0 ~ 21.5
GSD-175-21D-FC25-S 457.0 550.5 ¢}
GSD-175-26D-FC25-S 569.0 658.5 o
25.0 56.0
GSD-215-01D-FC25-S 47.6 131.8 °
GSD-215-02D-FC25-S 66.7 163.2 o
220~ 240
GSD-215-19D-FC25-S 457.0 550.5 °
GSD-215-23D-FC25-S 569.0 658.5 o
GSD-245-01D-FC32-S 57.2 148.5 )
GSD-245-02D-FC32-S 85.7 188.6 °
25.0 ~ 29.0
GSD-245-17D-FC32-S 511.0 614.1 [}
GSD-245-23D-FC32-S 692.0 795.1 o
32.0 60.0
GSD-295-01D-FC32-S 57.2 148.5 °
GSD-295-02D-FC32-S 85.7 188.6 °
30.0 ~ 35.0
GSD-295-14D-FC32-S 511.0 614.1 [
GSD-295-19D-FC32-S 692.0 795.1 o

OIRERETE Stock OFETRIE Available upon order
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Northeast China Operation Center

Add: Room 2109, China Resources Tie Xi center, No.158, Construction East
Road, Tie Xi District, Shenyang city, Liangning province, China.

Tel: 021-81113801

North China Operation Center

Add: Room 6-701, Xinjin International New Garden, Bi Xiang Road, Xiging
District, Tianjin.

Tel: 0592-7310923

East China Operation Center

Add: Room 610, Building D, E Link World Business Park, Hua Long Road,
Huaxin town, Qingpu district, Shanghai.

Tel: 0592-7310912

Central China Operation Center

Add: Room 1304-1307, Building B, Jia Yu Business center, No.12, Chuang Ye Road,
Economic and Technological Development Zone, Wuhan city, Hubei Province.
Tel: 0592-7306375

South China Operation Center

Add: No.49A, D1 district, Chang’ an Poly Machinery Hardware Mould City,
Dongguan city, Guangdong Province.

Tel: 0769-88087311

West China Operation Center

Add: Room 802, Unit 2, Building 8, Shengda International Center,Shu Xi
Road, Jinniu District, Chengdu city, Sichuan Province.

Tel: 028-86198286
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Tttt : pEEIRR T ERXERMEL1601-16295

FEIE : +86-592-7107392

{EH : +86-592-7107322

B4R : 361006

EBfB : gesac@cxtc.com

RILE : Http://www.gesac.com.cn

XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Add: No.69 Xinglong Road Huli Xiamen CHINA
Factory Add:No.1601-1629 Jicheng Road Industrial
Concentration Area Tongan Xiamen CHINA

Tel: +86-592-7107392

Fax: +86-592-7107322

PC: 361006

Email: gesac@cxtc.com

Http://www.gesac.com.cn
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