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Turning

FEMEREBAMGM3220/2 5
New Grade for Stainless Steel Turning with High Versatility—GM3220

ENMZEHIREPCBNTI A -BHC1005:51022

New Coated Grade for Hardened steel Turning Inserts —BHC100 series
gzl

Milling

SEENCKHHITIA

High Precision Ball Nose Milling Tools

PP300ARFIE BN SN LILHET]
PP300 Series Endmills for High Performance Cutting

SH260-H BEWIN @A HT]
SH260-H Endmill Optimized for Hardened Steels

SM200F BHT A XTI T A HIIL 55 T]
SM200 Denture processing endmill for dental industry

SS600= R E I T 5ET]
SS600 Endmills for High Strength Steels

STB200FEEIRL 755 T]
STB200 Taper Ball Nose
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RN B AN GM3220k 2

New Grade for Stainless Steel Turning with High Versatility—GM3220

& TOZMATRI. B A=, DAKBAEIAT L,

Widely used in valve. pipefitting. flange . bathroom and general machinery industry.

EMELEMRGEHPVDRESECoR ENTHARERGSEMEES, MEFFRNRARLERA, EENENREBFE. i
B RedAR 7] Mo

New multi-layer nanostructured PVD coating combine with micro-grain carbide substrate with high Co content and special surface
treatment, providing excellent wear resistance and heat resistance ,and also can effectively inhibit built-up edge.

B FINES S AR, NafSF. SM. LM, LRUREEMM, GP, BE&TESL~PEME TR, AEMW. WWNPEEREMNL,
Collocating with chip breakers which commonly used in ISO M, such as SF/SM/LM/LR(negative) & MM/GP(positive) series , suitable
for stainless steel & soft steel in general cutting condition with medium or low speed.
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Application Summary of PVD Grades for Stainless Steel
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FBFIE R AMENPVDIESGM3220 LB

PVD Grade for Stainless Steel Turning with High Versatility: GM3220

- 2 ZEMARERPVDIRESBCo BNTHMARERGTEMELES, MEEHEN
THELAERA, BEARNTRBERTE. MEERTAHET .

New multi-layer nanostructured PVD coating combine with micro-grain carbide
substrate with high Co content and special surface treatment, providing excellent
wear resistance and heat resistance ,and also can effectively inhibit built-up edge.

« BEETES-RHS TN, AEN. RNPREN L.
Suitable for ISO M & soft steel in general cutting condition with medium or low speed.

=HARE RN EHIPVDE S GM3225

PVD Grade for Stainless Steel Turning with High Toughness: GM3225

- DIPREBTAINGERSSCo BN THNARBERSTEMRBES, BANEHTH
7)Mo

Optimized combination of TiAIN coating and micro-grain carbide substrate with high Co
content provides excellent toughness.

c BETFARELITAEMW. ZRNPEEREN T,
Suitable for ISO M & soft steel in unstable cutting condition with medium or low speed.

SR HENELIPVDAE S GM3215

PVD Grade for Stainless Steel Turning with High Wear Resistance: GM3215
- 2HPVD TAINGZES WHAREMRIRLE S, BEENENEEESS). MM,
New TiAIN coating on submicron substrate with strong adhesion, superior wear
resistance and good heat resistance.

c BRATREIDTAEN. MAGEEMENPERENT,
Suitable for ISO M &S in stable cutting condition with medium speed.

THITI R (A2

Turning Inserts (Negative)

CN

FH80° B 1L

Rhombic80°,with Hole

1T
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Ordering code

ﬁ

CNMG120404-SF
CNMG120408-SF

CNMG090304-SM
CNMG090308-SM
CNMG09T304-SM
CNMG09T308-SM
CNMG120404-SM
CNMG120408-SM
CNMG120412-SM
CNMG120416-SM
CNMG160608-SM
CNMG160612-SM
CNMG160616-SM
CNMG190608-SM
CNMG190612-SM
CNMG190616-SM
CNMG120404-LM
CNMG120408-LM
CNMG120412-LM
CNMG120408-LR
CNMG120412-LR
CNMG120416-LR
CNMG160608-LR
CNMG160612-LR
CNMG190612-LR
CNMG190616-LR

129
129

9.7

9.7

9.7

9.7

129
129
129
12.9
l6.1
l6.1
l6.1
193
193
193
129
129
129
129
129
129
le.1
16.1
193
193

12.7
12.7

9.525
9.525
9.525
9.525
12.7
12.7
12.7
12.7
15.875
15.875
15.875
19.05
19.05
19.05
12.7
12.7
12.7
12.7
12.7
12.7
15.875
15.875
19.05
19.05

New Cutting Tools Products

R~

Dimension(mm)

4.76
4.76

3.18
3.18
3.97
3.97
4.76
4.76
4.76
4.76
6.35
6.35
6.35
6.35
6.35
6.35
4.76
4.76
4.76
4.76
4.76
4.76
6.35
6.35
6.35
6.35

di

5.16
5.16

3.81
3.81
3.81
3.81
5.16
5.16
5.16
5.16
6.35
6.35
6.35
7.94
7.94
7.94
5.16
5.16
5.16
5.16
5.16
5.16
6.35
6.35
7.94
7.94

20198718 7] &3 am

0.4
0.8

0.4
0.8
0.4
0.8
0.4
0.8
1.2
1.6
0.8
1.2
1.6
0.8
1.2
1.6
0.4
0.8
1.2
0.8
1.2
1.6
0.8
1.2
1.2
1.6
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

ZFHITIR (A R) FHITIA (A )
Turning Inserts (Negative) Turning Inserts (Negative)
I N 2o
R
- . 0 \ // \\\
DN N SN cani I
=TT/ \ k ; El N \ K D2
EH55° BFL N /D EAH290° BFL A A
Rhombic55°,with Hole R L s Square 90°,with Hole L s
RF REEREE R~ FERBREE
Dimension(mm) Coated Dimension(mm) Coated
TS TS
Ordering code Ordering code
L D S d1 R GM3220 L D S di R GM3220
DNMG110404-SF 11.6 9.525 4.76 3.81 0.4 O SNMG120404-SF 12.7 12.7 4.76 5.16 0.4 O
DNMG110408-SF 11.6 9.525 4.76 3.81 0.8 O SNMG120408-SF 12.7 12.7 4.76 5.16 0.8 O
DNMG150404-SF 155 12.7 4.76 5.16 0.4 O
DNMG150408-SF 155 12.7 4,76 5.16 0.8 O SNMG090304-SM 9.525 9.525 3.18 3.18 0.4 O
DNMG150604-SF 15.5 12.7 6.35 5.16 0.4 O SNMG090308-SM 9.525 9.525 3.18 3.18 0.8 O
DNMG150608-SF 15.5 12.7 6.35 5.16 0.8 O SNMG120404-SM 12.7 12.7 476 5.16 0.4 o
DNMG110404-SM 11.6 9.525 4,76 3.81 0.4 O SNMG120408-SM 12.7 12.7 4,76 5.16 0.8 o
DNMG110408-SM 11.6 9.525 4.76 3.81 0.8 O SNMG120412-SM 12.7 12.7 4,76 5.16 1.2 O
DNMG110412-SM 11.6 9.525 4,76 3.81 1.2 O P SNMG120416-SM 12.7 12.7 4,76 5.16 16 O
DNMG150404-SM 155 12.7 4.76 5.16 0.4 [ } 1 @ SNMG150608-SM 15.875 15.875 6.35 6.35 0.8 O
;@ 7 DNMG150408-SM 155 12.7 4.76 5.16 0.8 o ] SNMG150612-SM 15.875 15.875 6.35 6.35 1.2 O
DNMG150412-SM 155 12.7 4.76 5.16 1.2 O SNMG150616-SM 15.875 15.875 6.35 6.35 1.6 O
DNMG150604-SM 155 12.7 6.35 5.16 0.4 O SNMG190608-SM 19.05 19.05 6.35 7.94 0.8 O
DNMG150608-SM 15.5 12.7 6.35 5.16 0.8 O SNMG190612-SM 19.05 19.05 6.35 7.94 1.2 O
DNMG150612-SM 15.5 12.7 6.35 5.16 1.2 O SNMG190616-SM 19.05 19.05 6.35 7.94 1.6 O
DNMG110404-LM 11.6 9.525 4.76 3.81 0.4 O SNMG120404-LM 12.7 12.7 4.76 5.16 0.4 o
DNMG110408-LM 11.6 9.525 4.76 3.81 0.8 O SNMG120408-LM 12.7 12.7 4.76 5.16 0.8 o
DNMG150404-LM 15.5 12.7 4.76 5.16 0.4 ( ] SNMG120412-LM 12.7 12.7 4.76 5.16 1.2 @)
_? DNMG150408-LM 15.5 12.7 4.76 5.16 0.8 o SNMG120408-LR 12.7 12.7 4.76 5.16 0.8 o
29 > DNMG150412-LM 15.5 12.7 4.76 5.16 1.2 O — SNMG120412-LR 12.7 12.7 4.76 5.16 1.2 o
DNMG150604-LM 15.5 12.7 6.35 5.16 0.4 O {@E SNMG150608-LR 15.875 15.875 6.35 6.35 0.8 O
DNMG150608-LM 155 12.7 6.35 5.16 0.8 O (St SNMG150612-LR 15.875 15.875 6.35 6.35 1.2 O
DNMG150612-LM 155 12.7 6.35 5.16 1.2 O SNMG190612-LR 19.05 19.05 6.35 7.94 1.2 O
DNMG150408-LR 15.5 12.7 4.76 5.16 0.8 [ } SNMG190616-LR 19.05 19.05 6.35 7.94 1.6 O
O% DNMGI50412-LR 155 12.1 4.76 216 12 O @ 1REEEStock O HIE Available Upon Order
DNMG150608-LR 155 12.7 6.35 5.16 0.8 O
DNMG150612-LR 155 12.7 6.35 5.16 1.2 O

@ 1R EEEEStock O FHFE Available Upon Order
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

ZHITI R (A E) ZFHITIR (A Z)
Turning Inserts (Negative) Turning Inserts (Negative)
- 60° -
TN ’ VN o 7
= ‘O 1
=fm60° BIL EH235° BAL R e
Triangle 60°,with Hole s | Rhombic35°,with Hole L | s
R~ AEREREE R~ AREREE
Dimension(mm) Coated Dimension(mm) Coated
TS TS
Ordering code Ordering code
L D S d1 R GM3220 L D S d1 R GM3220
TNMG160404-SF 16.5 9.525 4.76 3.81 0.4 o VNMG160404-SF 16.6 9.525 4.76 3.81 0.4 o
TNMG160408-SF 16.5 9.525 4.76 3.81 0.8 [ ) ‘ VNMG160408-SF 16.6 9.525 4.76 3.81 0.8 o
TNMG160404-LF 16.5 9.525 4.76 3.81 0.4 O VNMG160404-SM 16.6 9.525 4.76 3.81 0.4 ()
TNMG160408-LF 16.5 9.525 4.76 3.81 0.8 O - / VNMG160408-SM 16.6 9.525 4.76 3.81 0.8 [
TNMG160404-SM 16.5 9.525 4.76 3.81 0.4 o VNMG160404-LM 16.6 9.525 4.76 3.81 0.4 o
S —r—
TNMG160408-SM 16.5 9.525 4.76 3.81 0.8 o ﬁ/f// VNMG160408-LM 16.6 9.525 4.76 3.81 0.8 o
TNMG160412-SM 16.5 9.525 4.76 3.81 12 O
TNMG220408-SM 22 12.7 4.76 5.16 0.8 O _ )
@ iTEEEStock O FFAE Available Upon Order
TNMG220412-SM 22 12.7 4.76 5.16 1.2 O
TNMG220416-SM 22 12.7 4.76 5.16 1.6 @)
TNMG160404-LM 16.5 9.525 4.76 3.81 0.4 o
TNMG160408-LM 16.5 9.525 4.76 3.81 0.8 @
TNMG160412-LM 16.5 9.525 4.76 3.81 12 O
TNMG160404L-LV 16.5 9.525 4.76 3.81 0.4 @
TNMG160404R-LV 16.5 9.525 4.76 3.81 0.4 o
TNMG160408L-LV 16.5 9.525 4.76 3.81 0.8 [ ]
TNMG160408R-LV 16.5 9.525 4.76 3.81 0.8 [ J
TNMG160408-LR 16.5 9.525 4.76 3.81 0.8 [ ]
TNMG160412-LR 16.5 9.525 476 3.81 1.2 O
TNMG220408-LR 22 12.7 4.76 5.16 0.8 O

@ EETEStock O FBIE Available Upon Order
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

ZFHITIR (R FHITIR (ER)
Turning Inserts (Negative) Turning Inserts (Positive)
z
WN : CC
780 B FL | } + E/80° 5L
Hexagon80°, with Hole Ls_| Rhombic80°,with Hole
R~ ARERESE R~F AREREE
Dimension(mm) Coated Dimension(mm) Coated
T8RS TS
Ordering code Ordering code
L D S di R GM3220 L D S d1 R GM3220
‘ WNMG060404-SF 6.5 9.525 4.76 3.81 0.4 O CCMT060202-MM 6.5 6.35 2.38 2.8 0.2 O
@ WNMG060408-SF 6.5 9.525 4.76 3.81 0.8 O CCMT060204-MM 6.5 6.35 2.38 2.8 0.4 o
/BB _& ‘ WNMG080404-SF 8.7 12.7 4.76 5.16 0.4 o CCMT060208-MM 6.5 6.35 2.38 2.8 0.8 o
Dmagseet® WNMG080408-SF 8.7 12.7 4.76 5.16 0.8 o CCMTO09T302-MM 9.7 9.525 3.97 4.4 0.2 O
A WNMG080404-LF 8.7 12.7 4.76 5.16 0.4 O CCMTO09T304-MM 9.7 9.525 3.97 4.4 0.4 o
A@\ WNMGO080408-LF 8.7 12.7 4.76 5.16 0.8 @) CCMT09T308-MM 9.7 9.525 3.97 4.4 0.8 o
é CCMT060204-GP 6.5 6.35 2.38 2.8 0.4 [
WNMG060404-SM 6.5 9.525 4.76 3.81 0.4 @) CCMT060208-GP 6.5 6.35 2.38 2.8 0.8 o
WNMG060408-SM 6.5 9.525 4.76 3.81 0.8 O CCMT09T304-GP 9.7 9.525 3.97 4.4 0.4 o
WNMG060412-SM 6.5 9.525 4.76 3.81 1.2 @) CCMT09T308-GP 9.7 9.525 3.97 4.4 0.8 o
:' WNMG06T304-SM 6.5 9.525 3.97 3.81 0.4 O CCMT120404-GP 12.9 12.7 4.76 5.56 0.4 O
@ WNMG06T308-SM 6.5 9.525 3.97 3.81 0.8 @) CCMT120408-GP 12.9 12.7 4.76 5.56 0.8 O
“ WNMG06T312-SM 6.5 9.525 3.97 3.81 12 O @ 7T Stock O FHIE Available Upon Order
WNMG080404-SM 8.7 12.7 4.76 5.16 0.4 o
WNMG080408-SM 8.7 12.7 4.76 5.16 0.8 o
WNMG080412-SM 8.7 12.7 4,76 5.16 12 O
WNMG060404-LM 6.5 9.525 4.76 3.81 0.4 O
WNMG060408-LM 6.5 9.525 4.76 3.81 0.8 O
WNMG060412-LM 6.5 9.525 4.76 3.81 1.2 O
WNMGO06T304-LM 6.5 9.525 3.97 3.81 0.4 O
WNMGO06T308-LM 6.5 9.525 3.97 3.81 0.8 O
WNMGO6T312-LM 6.5 9.525 3.97 3.81 12 O
WNMG080404-LM 8.7 12.7 4.76 5.16 0.4 [
WNMG080408-LM 8.7 12.7 4.76 5.16 0.8 o
WNMG080412-LM 8.7 12.7 4.76 5.16 1.2 o
WNMG080408-LR 8.7 12.7 4.76 5.16 0.8 o
WNMG080412-LR 8.7 12.7 4.76 5.16 1.2 o

A A
= Z

@ iTEERFStock O FHBFE Available Upon Order
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New Cutting Tools Products [ASKISRIIEIAICE iTmalrs

FHITIR(ER) FHITIR (ER)
Turning Inserts (Positive) Turning Inserts (Positive)
N JE— \%o
A //'// ‘\\\‘
DC | SC @
ZE/LEO ‘ ~TI20N° \\\& TR ‘
ZEH55° BFL EA290° B 1L ~ |7 -
Rhombic55°,with Hole — Square90°,with Hole L L Lol s
Rt REREREE R~F AREREE
Dimension(mm) Coated Dimension(mm) Coated
TS THS
Ordering code Ordering code
L D S di R GM3220 L D S d1 R GM3220
DCMT070202-MM 7.8 6.35 2.38 2.8 0.2 @) SCMT09T304-MM 9.525 9.525 3.97 4.4 0.4 O
DCMT070204-MM 7.8 6.35 2.38 2.8 0.4 o SCMT09T308-MM 9.525 9.525 3.97 4.4 0.8 O
DCMT070208-MM 7.8 6.35 2.38 2.8 0.8 o
DCMT11T302-MM 11.6 9.525 3.97 4.4 0.2 O SCMT09T304-GP 9.525 9.525 3.97 4.4 0.4 O
DCMT11T304-MM 116 9.525 3.97 44 0.4 ° }W" SCMT09T308-GP 9.525 9.525 3.97 44 0.8 O
DCMT11T308-MM 11.6 9.525 3.97 4.4 0.8 o P SCMT120404-GP 12.7 12.7 4.76 5.56 0.4 O
DCMT070204-GP 7.8 6.35 2.38 2.8 0.4 O SCMT120408-GP 12.7 12.7 4.76 5.56 0.8 O
DI THEZYEAC 143 6.5 2 28 - O @ iTHEERFStock O FHBFE Available Upon Order
DCMT11T304-GP 116 9.525 3.97 4.4 0.4 ([
DCMT11T308-GP 11.6 9.525 3.97 4.4 0.8 ([
DCMT11T312-GP 11.6 9.525 3.97 4.4 12 O

@ IEREFStock O FHEFAE Available Upon Order

A A
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New Cutting Tools Products [ASKISRIIEIAICE iTmalrs

ZEH|T]F (IEEY) ZEHITI A (IEY)
Turning Inserts (Positive) ] Turning Inserts (Positive)
=55 B/FL E/H35° BT

Rhombic55°,with Hole Rhombic35°,with Hole

R~ AREREE R~ AREREE
Dimension(mm) Coated Dimension(mm) Coated
1HES TS
Ordering code Ordering code

L D S di R GM3220 L D S d1 R GM3220
TCMT110202-MM 11 6.35 2.38 2.8 0.2 O VBMT110304-MM 112 6.35 3.18 2.8 0.4 O
Z TCMT110204-MM 11 6.35 2.38 2.8 0.4 (] VBMT110308-MM 112 6.35 3.18 2.8 0.8 O
TCMT110208-MM 11 6.35 2.38 2.8 0.8 [ ] VBMT160402-MM 16.6 9.525 4.76 4.4 0.2 O
(= TCMT16T304-MM 16.5 9.525 3.97 4.4 0.4 o VBMT160404-MM 16.6 9.525 4.76 4.4 0.4 ()
TCMT16T308-MM 16.5 9.525 3.97 4.4 0.8 o VBMT160408-MM 16.6 9.525 4.76 4.4 0.8 [

. TCMT110204-GP 11 6.35 2.38 2.8 0.4 O VBMT160404-GP 16.6 9.525 4.76 4.4 0.4 O
/ TCMT110208-GP 11 6.35 2.38 2.8 0.8 o VBMT160408-GP 16.6 9.525 4.76 4.4 0.8 o
A” \ TCMT16T304-GP 16.5 9.525 3.97 4.4 0.4 O

TCMT16T308-GP 16.5 9.525 3.97 4.4 0.8 ([ @ mrErstock O FHE Avallable Upon Order

@ toEETEStock O FBIE Available Upon Order

A A
= Z
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

i FF P

FHTIAER) i

Turning Inserts (Positive) Application cases

VC AENIBIEMNT

Stainless steel nut

EM35° B

Rhombic35°,with Hole
RS

WNMG080408-LM
R~ AREREE Tool type
Di i Coated
l]-ﬁ% Imen5|on(mm) oate E,E\#Q’:? 3220
Ordering code Grade
L D s d R GM3220 " -\ ¢ g g
DDI&H“J‘ SUS 316L 4 Wearﬁﬁrzﬁance
Workpiece 0
VCMT110304-GP 11.2 6.35 3.18 2.8 0.4 @) IR +40%
- VCMT110308-GP 112 6.35 3.18 2.8 0.8 O e 185m/min

‘/é VCMT160404-GP 16.6 9.525 4,76 4.4 0.4 @) HHAS

pritsaj=z] 0.13mm/r Company A
VCMT160408-GP 16.6 9.525 4.76 44 0.8 O f ’
@ iEEEStock O FBFUE Available Upon Order IR 0.5mm
ap GM3220
RHHT JEL)
Cooling Wet 0 5 10 15
mITs= IMEI+HIREEERH Work-piece(pcs)/Tip
. continuous turning of external
Cutting method circle & end face.
REWME=IT

Stainless steel flange

A=

SRS CNMG120408-LR

Tool type

TIERS

GM3220
Grade
E7p0 |

UDI7M*4 SUS 304 Tou};hness

Workpiece +20%

YIHEE .

IRIRE 85~150m/min

Ve

HAE

]Jc‘ n= 0.32mm/r Company B

IR

R 0.8mm

ap GM3220
) RIS 247 "

Cooling Wet 0 10 20 30 40
. — EER R A : : =
i) m Aﬁﬁ Continuous & interrupted turning Work-piece(pcs)/Tip Hl

Cutting method of end face.

=
—
=
s
35

@

=
—
=
S,
=

(5]
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

= = NV 3
25 HEETEISS
Application cases Recommended Cutting Data
AENERELINT nER TR
Stainless steel pipe joint Negative Inserts
TIRRS 7 end face: WNMG080408-LM IR LR
Tool type M#L internal circle: CCMT09T308-MM AN TArkt B LIHSEE B iy =] e Min-Optimum-Max
= [0 dieriisae Hardngess AprelieEiliom Application il Grade IHIEE IR HAE
RS GM3220 materials range Breaker Cutting Speed ~ Depth of Cut Feed rate
Grade Ve(m/min) ap(mm) f(mm/r)
. RETIH
T ALk SUS 304 wimT | Continuous GS3115 = 120-190-250 | 0.10-0.80-1.50 = 0.08-0.10-0.20
Workpiece Finishing —REEIE| Sk
G l GM3220 = 100-150-200 | 0.10-0.80-1.50 = 0.08-0.12-0.25
YIHIRE IifiE end face: 28~60m/min geﬂterfa/‘
Ve Pfl internal circle: 46m/min C*’@BEJ GM3215  120-160-200 = 1.00-2.00-3.00 = 0.15-0.20-0.30
e L ontinuous
LS iR end face: 0.15mm/r Company A internal — AR EH)
f WAL internal circle: 0.12mm/r GM3220 e General SM | GM3220  60-130-180 | 1.00-2.00-3.00 = 0.15-0.20-0.35
o \ S
IR #end face: 2.5mm st | el GM3225 = 60-130-180 | 1.00-2.00-3.00 = 0.15-0.20-0.35
ap M7fLinternal circle: 0.8mm Company B BE i;@ Semi- 'n;ZrE:)?guon
GM3220 end face IXRFE < F e = AE - L ~ L g g
T - SUeajo | SHB230  finishing | BES S GM3215 = 120-160-200 | 0.80-1.80-3.50 = 0.08-0.18-0.30
! SUS430 v
Cooling et 0 20 40 60 80 100 120 140 160 Gernggaﬁlu LM GM3220 | 60-130-180 0.80-1.80-3.50 = 0.08-0.20-0.40
MIA IHE -+ FLIESZEH] _ » neral
; Continuous turning of end face & Work-piece(pcs)/Tip ARETIH -130- -1.80- -0.20-
Cutting method internal circle. Interrtuption GM3225 | 60-130-180 0.80-1.80-3.50  0.08-0.20-0.40
gr—‘—\ ALY
C*@tﬂﬁ” GM3215 = 120-160-200 | 1.50-3.00-5.00 = 0.15-0.25-0.40
ontinuous
BT - A IR GM3220  60-130-180 = 150-3.00-5.00 = 0.15-0.30-0.50
Roughing General
SEVi
AR ELIH GM3225  60-130-180 | 1.50-3.00-5.00 = 0.15-0.30-0.50
M Interrtuption
gr—‘—\ ALY
" R GS3115 | 120-160-200 | 0.10-0.80-1.50 = 0.08-0.10-0.20
0T Continuous Sk
Finishing gﬁitﬂ’é’” GM3220  80-130-180  0.10-0.80-1.50 = 0.08-0.12-0.25
eneral
& =
C*@tﬂﬁ” GM3215  100-130-160 = 1.00-2.00-3.00 = 0.15-0.20-0.30
ontinuous
gym” SM | GM3220 | 60-110-150 | 1.00-2.00-3.00 = 0.15-0.20-0.35
eneral
. FREYIH
. ﬁps*eﬁrat:z Interrtuption GM3225 = 60-110-150 | 1.00-2.00-3.00 = 0.15-0.20-0.35
SUS201 S LY
U304 HB250 | finishing | HE5 " GM3215 = 100-130-160 | 0.80-1.80-3.50 = 0.08-0.18-0.30
SUS316 e
il LM | GM3220  60-110-150 | 0.80-1.80-3.50 = 0.08-0.20-0.40
General
N=lal gl
lﬂﬁtﬂé” GM3225  60-110-150 | 0.80-1.80-3.50 = 0.08-0.20-0.40
nterrtuptlon
& o T
Chﬁtﬂﬁ‘J GM3215  100-130-160 | 1.50-3.00-5.00 | 0.15-0.25-0.40
ontinuous
FEIT — R LR | GM3220  60-110-150 | 1.50-3.00-5.00 = 0.15-0.30-0.50
A Roughing General A
=tk gl
% lmﬁtﬂ.ﬁ” GM3225 = 60-110-150 | 1.50-3.00-5.00 = 0.15-0.30-0.50 %
nterrtuption

Hl Hl

Suiuing \
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Recommended Cutting Data

nETIA

Negative Inserts

WITHE oo SDMIEE me B
ISO Workp!ece e, Application Application Chip
materials range Breaker
TREYIHI
Continuous
—ARTIH]
General M
. FRETIHI
:.:S*:riui-l Interrtuption
finishing %“itﬂ\ﬁu
. Continuous
S — AR
Softsteel =~ <HB230 Genoral LM
10#/20# o
FRETIH
Interrtuption
TRETIHI
Continuous
FINT —RRIH] IR
Roughing General
FRELIHI

Interrtuption

018 __GESAC

RS
Grade
GM3215
GM3220
GM3225
GM3215
GM3220
GM3225
GM3215
GM3220

GM3225

TIHRE
Cutting Speed
Ve(m/min)

120-160-200
60-130-180
60-130-180

120-160-200
60-130-180
60-130-180

120-160-200
60-130-180

60-130-180

TR-#EE- LR
Min-Optimum-Max
IR
Depth of Cut
ap(mm)

1.00-2.00-3.00
1.00-2.00-3.00
1.00-2.00-3.00
0.80-1.80-3.50
0.80-1.80-3.50
0.80-1.80-3.50
1.50-3.00-5.00
1.50-3.00-5.00

1.50-3.00-5.00

priicie)=—s

Feed rate
f(mm/r)

0.15-0.20-0.30
0.15-0.20-0.35
0.15-0.20-0.35
0.08-0.18-0.30
0.08-0.20-0.40
0.08-0.20-0.40
0.15-0.25-0.40
0.15-0.30-0.50

0.15-0.30-0.50

HEFTIHI S

Recommended Cutting Data

ERTIA

Positive Inserts

?ﬁﬂﬂI{M*ﬂr B t)]‘ﬁ}J?PZ mig %EE
ISO Workpiece Hardness Application Application Chip
materials range Breaker
TRELIH!
4T Continuous
Finishing —RREIHI MM
to Semi- General
o etk finishing EN =l
HEMK Interrtuption
SUS410 <HB230 TRETIHI
SUS430 s ypgn T Continuous
Semi- — AR Gp
finishing to General
Roughing | FfarEt4|
M Interrtuption
FREIH!
4T Continuous
Finishing — R tH! MM
to Semi- General
BEHR finishing = FiazEtny)
SUS201 Interrtuption
sussos | SHB20 e
SUS316 sy T Continuous
Semi- —fgtIH! op
finishing to General
Roughing  FiazEiH
Interrtuption
FREIH!
y5- 4T Continuous
Finishing — R tH! MM
to Semi- General
finishing  Fiam=4my)
L7 ;
Soft steel <HB230 thTU p‘tllon
10#/20# RELIH]
sy T Continuous
Semi- —fgtIH! op
finishing to General
Roughing  FfazEiH

Interrtuption

New Cutting Tools Products

RS
Grade
GM3215
GM3220
GM3225
GM3215
GM3220
GM3225
GM3215
GM3220
GM3225
GM3215
GM3220
GM3225
GM3215
GM3220
GM3225
GM3215
GM3220

GM3225

TIHRE
Cutting Speed
Ve(m/min)

60-100-160
40-80-140
40-80-140

60-100-160
40-80-140
40-80-140
50-90-150
40-70-140
40-70-140
50-90-150
40-70-140
40-70-140

60-100-160
40-80-140
40-80-140
60-100-160
40-80-140

40-80-140

TPR-#EE- LR
Min-Optimum-Max
IR
Depth of Cut
ap(mm)

0.50-0.70-1.50
0.50-0.70-1.50
0.50-0.70-1.50
0.40-1.00-2.50
0.40-1.00-2.50
0.40-1.00-2.50
0.50-0.70-1.50
0.50-0.70-1.50
0.50-0.70-1.50
0.40-1.00-2.50
0.40-1.00-2.50
0.40-1.00-2.50
0.50-0.70-1.50
0.50-0.70-1.50
0.50-0.70-1.50
0.40-1.00-2.50
0.40-1.00-2.50

0.40-1.00-2.50

20198718 7] &3 am

HaE
Feed rate
f(mm/r)

0.05-0.10-0.15
0.05-0.10-0.20
0.05-0.10-0.20
0.07-0.12-0.25
0.07-0.12-0.30
0.07-0.12-0.30
0.05-0.10-0.15
0.05-0.10-0.20
0.05-0.10-0.20
0.07-0.12-0.25
0.07-0.12-0.30
0.07-0.12-0.30
0.05-0.10-0.15
0.05-0.10-0.20
0.05-0.10-0.20
0.07-0.12-0.25
0.07-0.12-0.30

0.07-0.12-0.30

GESAC __ 019
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BHC100& 5 EFHIES W A—"%

Application Summary of BHC100 Grades for Hardened steel

ENMELFHIREPCBNES BHC115P m
PVD Grade for Hardened steel Continuous Turning: BHC115P

AlTINE BHAITINYGGR S,
Newly developed TiAIN* coated.
BRI R R S 14 o
AlTINE Excellent heat resistance and oxidation resistance.
1 p ‘0 o 4R CBNE (K,
! ! Fine grain CBN substrate.
o o ¥ | ieowmrsoEs
! & ¢ AR High wear resistant and red hardness.

,,,,,,,,,,,,,,,

AN MBAZEHREPCBNRES BHC125P m
PVD Grade for Hardened steel General-purpose: BHC125P

AlTINE EHAITINGER R
Newly developed TiAIN* coated.
LB BT AR Ko &b 14
AlTINE Excellent heat resistance and oxidation resistance.

JRamCBNER,

Multi-modal grained CBN substrate.

FREMBEM SRS R,

Superior toughness and greatly improved wear resistance.

Afn E I%'J 7RI=PCBNJ] FIL BHC100% 7j|J SR HI AP CENIRS BHC135p LB

. . PVD Grade for Hard d steel H Int ted Turning: BHC135P
New Coated Grade for Hardened steel Turning Inserts —BHC100 series race orardened stee TieanyTierruplec Trming

AlTINE BAITINGGR S,

Newly developed TiAIN* coated.

LB BV FRE Re e &b 14

AlTINE Excellent heat resistance and oxidation resistance.

& [ZNATER. HA. Foii. ARTESEHNT.
Widely used in gear, bearing, shaft and CVJ.

SR ECBNER,

High-content CBN substrate.
REAFURE MR FERE .

Superior impact resistance and chemical stability.

o EPABER, RERIMENREERENHETAINGRS.
Reduces notch wear and stably achieves excellent surface by employing a newly developed TiAIN coated.

A
Z

=
=

& BEAENTIORI, WMEMTIEL ARETIEM, s2H7)8H, &5 FHRC50LL EAYHANELS~ IS TR o
BHC100 Collocating with different Edge, such as L type for Continuous Turning, M type for General-purpose, H type for Heavy
Interrupted Turning, suitable for above HRC50 Hardened steel in general cutting condition.

Sujwing \
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

PCBNZEHITIF (2 R)
PCBN Turning Inserts (Negative)

CNGA

ER80°EFL
Rhombic80°,with Hole

R~F PCBNRES
e T Dimension(mm) Coated PCBN
Ordering code Edge
L D S dl R BHC115P BHC125P BHC135P
CNGA120404L-2 2 2.2 12.7 4.76 5.16 0.4 o O O
CNGA120404M-2 2 2.2 12.7 4.76 5.16 0.4 o o @)
CNGA120408L-2 2 2.2 12.7 4.76 5.16 0.8 O O O
CNGA120408M-2 2 2.2 12.7 4.76 5.16 0.8 o o o
CNGA120408H-2 2 2.2 12.7 4.76 5.16 0.8 [ ) o o
CNGA120412M-2 2 2.2 12.7 4.76 5.16 1.2 o [ ) o
@ iRERFETFStock O FHFNAE Available Upon Order
A-A
DNGA A
EH55°F 1L
Rhombic55°,with Hole -8
Rt PCBNFES
T TR Dimension(mm) Coated PCBN
Ordering code Edge
L D S dl R BHC115P BHC125P BHC135P
DNGA150404L-2 2 2.2 12.7 4.76 5.16 0.4 [ ) O O
DNGA150404M-2 2 2.2 12.7 4.76 5.16 0.4 O o @)
DNGA150408L-2 2 2.2 12.7 4.76 5.16 0.8 [ ) O O
DNGA150408M-2 2 2.2 127 476 5.16 0.8 O () O
DNGA150412M-2 2 2.2 127 476 5.16 1.2 O O O
DNGA150604M-2 2 2.2 12.7 6.35 5.16 0.4 O O @)
DNGA150608M-2 2 2.2 12.7 6.35 5.16 0.8 O O O
DNGA150612M-2 2 2.2 12.7 6.35 5.16 1.2 O O @)

@ iTEEFStock O FHFAE Available Upon Order

022 _ GESAC

PCBNZEHITIF (A E)
PCBN Turning Inserts (Negative)

TNGA D

=BR60° HL AR
Triangle 60°,with Hole " Ls .|
Rf PCBNf&S
e T Dimension(mm) Coated PCBN
Ordering code Edge
L D S dl R BHC115P BHC125P BHC135P
TNGA160404L-3 3 2.2 9.525 4.76 3.81 0.4 o O O
TNGA160404M-3 3 2.2 9.525 4.76 3.81 0.4 @ o O
TNGA160408L-3 3 2.2 9.525 4.76 3.81 0.8 [ ) [ ] O
TNGA160408M-3 3 2.2 9.525 4.76 3.81 0.8 o o o
TNGA160408H-3 3 2.2 9.525 4.76 3.81 0.8 O o O
TNGA160412M-3 3 2.2 9.525 4.76 3.81 12 O @) O
TNGA160416H-3 3 2.2 9.525 4.76 3.81 1.6 O O o

@ iR EETFStock O HBIE Available Upon Order

VNGA

EH.35° B
Rhombic35°,with Hole

R~F PCBNFES
TEe TR Dimension(mm) Coated PCBN
Ordering code Edge
L D S d1 R BHC115P = BHCI125P ~ BHC135P
VNGA160404L-2 2 22 9525 476 381 0.4 O O O
VNGA160404M-2 2 22 9525 476 381 0.4 O ® ®
l VNGA160408L-2 2 22 9525 476 381 08 ° O O
VNGA160408M-2 2 22 9525 476 381 0.8 O { [ ]
VNGA160412M-2 2 22 9525 476 381 1.2 o O O

@ irEFEFStock O BFE Available Upon Order
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New Cutting Tools Products [ASKISRIIEIAICE iTmalrs

PCBNZEHITIF (2 R)
PCBN Turning Inserts (Negative)

WNGA

7NAFE80° BEL
Hexagon80°, with Hole

Rt PCBNHES
e T Dimension(mm) Coated PCBN
Ordering code Edge
L D S dl R BHC115P BHC125P BHC135P
WNGA080404L-3 3 2.2 12.7 4.76 3.81 0.4 O O O
WNGA080404M-3 3 2.2 12.7 4.76 3.81 0.4 O o O
WNGA080408L-3 3 2.2 12.7 4.76 3.81 0.8 O O O
WNGA080408M-3 3 2.2 12.7 4.76 3.81 0.8 O O o
WNGA080408H-3 3 2.2 12.7 4.76 3.81 0.8 O o O
WNGA080412M-3 3 2.2 12.7 476 3.81 12 O O O

@ IEREFStock O FHFAE Available Upon Order

024 _ GESAC

PCBNZEHITIF (IERY)
PCBN Turning Inserts (Positive)
I A-A
CCGW i
EF80°E7, 2z
Rhombic80°,with Hole
Rt PCBNFES
e T Dimension(mm) Coated PCBN
Ordering code Edge
L D S dl R BHC115P BHC125P BHC135P
CCGW060202L-2 2 2 6.35 2.38 2.8 0.2 O O O
CCGW060204L-2 2 2 6.35 2.38 2.8 0.4 o o O
CCGW060204M-2 2 2 6.35 2.38 2.8 0.4 O O O
CCGW060208L-2 2 2 6.35 2.38 2.8 0.8 O O O
CCGW060208M-2 2 2 6.35 2.38 2.8 0.8 o O O
CCGWO09T302L-2 2 2 9.525 3.97 4.4 0.2 O O O
CCGWO09T304L-2 2 2 9.525 3.97 4.4 0.4 o O O
CCGWO09T304M-2 2 2 9.525 3.97 4.4 0.4 O o o
CCGWO09T308L-2 2 2 9.525 3.97 4.4 0.8 O O O
CCGWO09T308M-2 2 2 9.525 3.97 4.4 0.8 o o o
CCGWO09T308H-2 2 2 9.525 3.97 4.4 0.8 O o O
@ iTEEFStock O FHFAE Available Upon Order
AA
DCGW
ZER55°B 7L
Rhombic55°,with Hole
R~ PCBNkZS
TEe TR Dimension(mm) Coated PCBN
Ordering code Edge
L D S d1 R BHC115P BHC125P BHC135P
DCGWO0T70202L-2 2 2 6.35 2.38 2.8 0.2 O o O
DCGWO0T70204L-2 2 2 6.35 2.38 2.8 0.4 o o O
DCGWO070204M-2 2 2 6.35 2.38 2.8 0.4 O O O
DCGW070208L-2 2 2 635 238 2.8 0.8 O @) @)
DCGW070208M-2 2 2 635 238 2.8 0.8 O O O
DCGW11T302L-2 2 2 9.525 3.97 4.4 0.2 O O O
DCGW11T304L-2 2 2 9.525 3.97 4.4 0.4 O O O
DCGW11T304M-2 2 2 9.525 3.97 4.4 0.4 o o o
DCGW11T308L-2 2 2 9.525 3.97 4.4 0.8 O O O
DCGW11T308M-2 2 2 9.525 3.97 4.4 0.8 o o o

@ 1REEEFStock O FHFFE Available Upon Order
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PCBNZEHI 7] (IEERY)

PCBN Turning Inserts (Positive)

TCGW

=ABH60° B
Triangle60°,with Hole

1155
Ordering code

TCGW110302L-3
TCGW110304L-3
TCGW110304M-3
TCGW110308L-3
TCGW110308M-3

TPGW

=ABH60° B
Triangle60°,with HoleCoated PCBN

1155
Ordering code

TPGWO080202L-1
TPGWO080204L-1
TPGWO080208L-1
TPGW090202L-3
TPGWO090204L-3
TPGW090208L-3
TPGW110202L-3
TPGW110204L-3
TPGW110208M-3
TPGW110302L-3
TPGW110304L-3
TPGW110304M-3
TPGW110308L-3
TPGW110308M-3

026 _ GESAC

R~f
T Dimension(mm)
Edge
L D S dl
3 2 6.35 3.18 34
3 2 635 318 34
3 2 635 318 34
3 2 635 318 34
3 2 635 318 34
R~F
T Dimension(mm)
Edge
L D S dl
1 2 4.76 2.38 23
1 2 4.76 2.38 23
1 2 4.76 2.38 23
3 2 5.56 2.38 2.8
3 2 5.56 2.38 2.8
3 2 5.56 2.38 2.8
3 2 6.35 2.38 2.8
3 2 6.35 2.38 2.8
3 2 6.35 2.38 2.8
3 2 6.35 3.18 34
3 2 6.35 3.18 3.4
3 2 6.35 3.18 34
3 2 6.35 3.18 3.4
3 2 6.35 3.18 34

0.2
0.4
0.4
0.8
0.8

R

0.2
0.4
0.8
0.2
0.4
0.8
0.2
0.4
0.8
0.2
0.4
0.4
0.8
0.8

R\

PCBNhES
Coated PCBN

BHC115P  BHCI125P = BHC135P

O O O
O @) @)
O [ ] O
O @) O
O O O

@ iTEEFStock O FHFLE Available Upon Order

PCBNfES
Coated PCBN

BHC115P  BHC125P = BHC135P

O
O
O

® OO0 0 0O0|000 00
® OO0 0000 e0o 00
Ol0|0l0 000|000 00

O
O
@)

@ tEEREStock O FEFNE Available Upon Order

PCBNZEHI 7] (IEEY)

PCBN Turning Inserts (Positive)

VBGW

E235° B,
Rhombic35°,with Hole

TS
Ordering code

VBGW110302L-2
VBGW110304L-2
VBGW110308L-2
VBGW110308M-2
VBGW160402L-2
VBGW160404L-2
VBGW160408L-2
VBGW160408M-2

A

VCGW

EH.35° B
Rhombic35°,with Hole

1JHS

Ordering code

VCGW110302L-2
VCGW110304L-2
VCGW110308L-2
VCGW110308M-2
VCGW160402L-2
VCGW160404L-2
VCGW160408L-2
VCGW160408M-2

V. 4

TIE
Edge

NN TN NN NN N

71
Edge

NN TN NN NN N

—

NN N NN N NN

—

NN TN NN NN N

R~

Dimension(mm)

6.35
6.35
6.35
6.35
9.525
9.525
9.525
9.525

3.18
3.18
3.18
3.18
4.76
4.76
4.76
4.76

R~

di

2.8
2.8
2.8
2.8
44
44
44
44

Dimension(mm)

6.35
6.35
6.35
6.35
9.525
9.525
9.525
9.525

S

3.18
3.18
3.18
3.18
4.76
4.76
4.76
4.76

dl

2.8
2.8
2.8
2.8
44
44
44
44

R

0.2
0.4
0.8
0.8
0.2
0.4
0.8
0.8

0.2
0.4
0.8
0.8
0.2
0.4
0.8
0.8

PCBNRES
Coated PCBN

BHC115P  BHC125P = BHC135P

O O O

Ol0|0l0|0 0O
O0|0O0 @ e
Ol0|O0|0|0 0O

[
[
O

@ ITEREFEStock O FFAE Available Upon Order

PCBN}ES
Coated PCBN

BHC115P  BHC125P = BHC135P

O O O

Ol0|O0l0|0|0
Ol0|O0l0|0|0
Ol0|0l0|0|0

O
[ )
O

@ i EETEStock O FBIE Available Upon Order
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

AT 24

Application cases

LRI A1

Variable Gear

TRES
Tool type

TS
Grade

INTA#
Workpiece

TIHERE

REAN
Cooling
mrrsz

Cutting method

BT HESE

CNGA120404LS-2

BHC115P

SAE8620H (HRC58~62)

141m/min

0.06mm/r

0.Imm

gl

Wet

SNEIFZ BTERAE I T

thtlle Interrupted Turning of external
circle.

Bearing base of Heavy industry

RS
Tool type

TIERS
Grade

I/ 7
Workpiece
TIHRE
\e
priz <)
f
TR
ap
REAHH
Cooling
MmIrz

Gl

Cutting method

028 __ GESAC

DNGA150412HS-2

BHC115P

40Cr (HRC56)

173m/min

0.12mm/r

0.2~0.6mm

P
Wet

SMNEELAEIN Lo ]
Continuous turning of external circle.

[

N
Wear-resistance Wear-resistance

A+12% B+14%

Company A

Company B

BHC115P 6

0 10 20 30 40 50 60
Work-piece(pcs)/Tip

[

Wear-resistance

+15%

Company A

BHC115P

0 5 10 15 20
Work-piece(pcs)/Tip

PN 24

Application cases

K
Gear Ring
A=
NS TNGA160408H-3
Tool type
TIRWES
Grade BHC125P
MIWJ' 20CrMnTiH (HRC62)
Workpiece
IR
AR 198m/min
Ve
‘#/Aé
;‘ n= 0.1mm/r
IR
R 0.3~0.5mm
ap
REAT F)
Cooling Dry
N D256/238) E4L. ImEETEE
T gl\%%( /238) ELL. IRMEUTEUE
i h Continuous turning of internal circle
Cutting method and Interrupted Tugming of end face.
— MBI
Driven Gear
=
i CCGWO09T308H-2
Tool type
JIRIES BHC125P
Grade
TR
1 M.ﬂ 20CrMnTi (HRC60)
Workpiece
YR E
R 112m/min
\e
‘#’AE
;‘ aE 0.09mm/r
IR
IR 0.1mm
ap
REAT 2T
Cooling Wet
T PFLETSRE T,
Cutting method Interrupted Turning of internal circle.

Company B Ceramic F’

Company B CBN

Company A

it EE [l
Wear-resistance Wear-resistance
s m#XT
CBN+44% Ceramic

BHC125P

0 10 20 30 40
Work-piece(pcs)/Tip

i

Toughness

B+10%

BHC125P

0 50 100 150 200 250
Work-piece(pcs)/Tip

GESAC _ 029
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AT 24

Application cases

b N

Input shaft

TRES
Tool type

TS
Grade

INTA#
Workpiece

TIHRE

REAH
Cooling

MmIAz
Cutting method

+Hh

Cross Axle

RS
Tool type

TIERS
Grade

INTAZ#
Workpiece

TIHEE

REAHH
Cooling

MIAR
Cutting method

030 _ GESAC

VNGA160404M-2

BHC135P o
e
Toughness Toughness

20CrMnTiH (HRC60) A+29% B+49%

106m/min ‘ ‘
Company A
0.08mm/r
Company B
0.12mm
BHC135P 6

T

dry

HNEISR BT LEAE NN T

Healvy interrupted Turning of external
circle.

0 50 100 150 200 250

Work-piece(pcs)/Tip

CNGA120408MT-2
BHC135P

20CrMn5 (HRC58~62) HiHA

Toughness

B+71%
136m/min

0.09mm/r Company B

0.2mm
BHC135P

T+
dry

0 10 20 30 40 50 60

SMNEISR BT EAE NN T
Healvy interrupted Turning of external
circle.

Work-piece(pcs)/Tip

HEFTIHI S

Recommended Cutting Data

ERTIA

Positive Inserts

0T AFR
ISO  Workpiece BEE
. Hardness
materials

Gray Cast Iron HB200~230

Sk a77

=
Alloy Cast Iron Al
KEHS
Nodular Cast  QT450~QT700
Iron
MFRAEE
Power HRB50~90
Material
>HRC50

SEEME
Hardened AARREED
steel

ZHRC50

TIHIEE
Application
range

BT
Finishing

T
Finishing

¥EinT
Finishing

BT
Finishing

¥EnT
Finishing
FR-fEINT

Finishing to
Roughing

- T
Finishing to
Semi-finishing

New Cutting Tools Products

me | MBI -
Application Brcer;llfer Gl
foral / BKN115P
Gﬁiﬁral / BKN115P
Gﬁil / BKC120P
Conjfigrffous / BKN115P
Conifi—rf%ous / BHC115P
Gfial / BHC125P
e / BHC135P

Interrtuption

TR LR

20198718 7] &3 am

Min-Optimum-Max

IRIRE
Cutting Speed
Ve(m/min)
400-600-1500
200-400-800
150-300-500

50-150-300

120-150-220

100-130-180

80-100-150

TR
Depth of Cut
ap(mm)
0.05-0.20-0.50
0.05-0.20-0.50
0.10-0.20-0.50

0.05-0.20-0.5

0.05-0.10-0.20

0.05-0.10-0.50

0.05-0.10-0.40

HAE
Feed rate
f(mmy/r)

0.05-0.20-0.40
0.05-0.20-0.40
0.05-0.12-0.3

0.05-0.12-0.30

0.05-0.10-0.20

0.05-0.10-0.20

0.05-0.10-0.20

GESAC __ 031
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[QTD+MBA100

SIS IE=

High Precision Ball Nose Milling Tools

BiEE: JJARERKEEL0.01mm,
High precision :R accuracy:=0.01mm.

RTIHIREST: SERZATI RS, SAREREETIHIE .
Low cutting force : helical edge design can significantly reduce cutting force.

K& SRESIHERBHRIOME, SIBKSm.

Long Tool Life: cutting edge with high strength structure and special edge treatment contribute to long tool life.

SIS BARERSSEABESIERTE, ToEEMENEINTHLIESBALEE.
Hardness grade: Ultrafine cemented carbide matrix with high performance coating plays an excellent role in the finish
machining of high hardness materials.

New Cutting Tools Products [RISKISITIENDRESE Taadcrs

IVAEE bl

Application

QTD+MBA100

i

RET () -BRH AT - 24 BRI - S =K - A
Mould industry-panel mould Automobile industry-parts General machinery-parts aerospace-blade
= O
Rl TeE S o=
Features

ERTIAECE

high quality body

= Y=E g
[ETRI=

High precision

ST R
Multiple body types

JJE R#EE £10u
Radius accuracy =10um

SEEMS
High-hardness grade

GH4115/GH4125

EEINTAFRK

{EEtﬂEljﬁﬂjj i - High life machining
Low cutting resistance
] =RET AL
S BRI AIg It High strength edge angle
helix edge shape
TR RY 7] A0 E

Special edge treatment

GESAC __ 033
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

- TR ZETE

set —up procedures of inserts

QTD

BEksREITIA

general milling

LBERTIAE, BadRA4A%E A EEHTIFER,.
Clean the insert seat, using air-blow or alike ,clean the seat.

R (mm) AEBRES R | 2B QAT B TREAR IR T B ARV ST, FEATIA
— Uncoated Cermet Putin the seat with its top positioned to the screw-tightening side of the tool body.
Ordering code Q121912 s/8/3/38/3|8| 58 | E e ey (e
R A B s g (:(\g g 5 § g (5 §, g g § § 3&?%&?%1&*@?%%1 ﬁtﬁﬁlﬁ@}?l}ﬂ)—*‘o . ‘ o .
ol ol lo|0lo O G} G} Tighten the clamp screw with the special wrench .please do not press down the insert during this tightening process.

QTD1203 6 12 10 3 ® O O e o 4,

QTD1604 8 S N B hd | This is the end of insert set-up.

QTD2005 10 20 15 5 ® O [ e o

QTD2506 125 25 185 6 ® O O e o

QTD3007 15 30 225 I ® O O e o

QTD3207 16 32 235 T ® O O e o

@ iR EFEFStock O BFIRE Available Upon Order

TREARIE

o

QTD-S-T
HRER I BB HI T A

Helical edge shape profile milling

R (mm) FEERAS Bmo| 2R
Dimensions Coated o e
Uncoated Cermet
TS
Ordering code n o v 1 9 1w 1n o 1 ) =
T T AT 5 s e ) (e B (0 e ) (R S =
R A B S ¥ ¥ ¥ o o 3 o/ ¥ X X o 3
X X a a = X X o T =T = g
Ol |l |0 |00 lo|lololol0o G} G}
QTD1203-S-T 6 12 10 3 [ ] O
QTD1604-S-T 8 16 12 4 [ J O
‘\F*“ S YERFD/ -+
QTD2005-S-T 10 20 15 5 e O ﬁ@%g%@gﬁA%._QMmm,
BT RRE,
QTD2506-S-T 125 25 185 6 ® © To meet the specification for precision B
QTD3007-S-T 15 30 225 7 ® O of £0.01mm ,please follow this
QTD3207-S-T 16 32 235 7 ® O procedure. I

@ iR EFEFStock O HBINE Available Upon Order

o
H

=
g
(0]

034 _ GESAC GESAC __ 035
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s 0
MBA100 ., \ MBA100 | 2
2|7 - ‘ - S = ‘N } g
B ; V] , A 7@ :
Straight tyle p Taper tyle L
Figl
Fig2
TS B M R (mm) Dimensions TR ws  mR EE TS B H R (mm) Dimensions RIS ws  mR EE
Ordering Code Diameters  Teeth (Il Coolant  Shape Stock Ordering Code Diameters = Teeth GElIgE Coolant  Shape Stock
®D1  &ddm ®Da L L1 R Insert ®D1 &dm L L1l R S} Insert
MBA100-012R01P12-QT12S 12 1 12 12 10.5 90 30 6 QTD1203 X Figl (] MBA100-012R01P16T-QT12L 12 1 12 16 145 85 6 1.5°  QTD1203 X Fig2 o
MBA100-012R01P12-QT12 12 1 12 12 105 120 60 6 QTD1203 X Figl [ MBA100-016R01P20T-QT16L 16 1 16 20 166 100 8 1° QTD1604 X Fig2 o
MBA100-012R01P12-QT12L 12 1 12 12 10.5 150 90 6 QTD1203 X Figl ([ ] MBA100-020R01P25T-QT20L 20 1 20 25 191 115 10 1.5°  QTD2005 X Fig2 ([
MBA100-016R01P16-QT16S 16 1 16 16 145 100 35 8 QTD1604 X Figl [ MBA100-025R01P32T-QT25L 25 1 25 32 215 135 125 1.5° QTD2506 X Fig2 (]
MBA100-016R01P16-QT16 16 1 16 16 145 135 70 8 QTD604 X Fgl @ MBA100-030R01P32T-QT30L  30/32 1 3032 32 240 160 15/16 0.5° ggggg? X Fe2 @
MBA100-016R01P16-QT16L 16 1 16 16 145 170 100 8 QTD1604 X Figl [
@ iTAEEFStock O FHFAE Available Upon Order
MBA100-020R01P20-QT20S 20 1 20 20 185 110 45 10 QTD2005 X Figl [ ]
MBA100-020R01P20-QT20 20 1 20 20 185 160 80 10  QTD2005 X Figl [
MBA100-020R01P20-QT20L 20 1 20 20 185 210 135 10 QTD2005 X Figl [ ]
MBA100-025R01P25-QT25S 25 1 25 25 23 125 50 125 QTD2506 X Figl [ J
MBA100-025R01P25-QT25 25 1 25 25 23 180 100 125 QTD2506 X Figl [ ]
MBA100-025R01P25-QT25L 25 1 25 25 23 235 150 125 QTD2506 X Figl [ J
MBAL00-030R01P32-QT30S  30/32 1 3032 32 285 150 60 15/16 ggggg; X Fel @
QTD3007 )
MBA100-030R01P32-QT30 30/32 1 30/32 32 285 200 120 15/16 QTD3207 X Figl [
QTD3007 )
MBA100-030R01P32-QT30L 30/32 1 30/32 32 285 270 180 15/16 X Figl ([
QTD3207
@ iTEERFStock O FHRFE Available Upon Order M BA 1 0 0 I ]
NN SHIS
Bk S WAES
Modular head type
Fig3
TS BRE % R (mm) Dimensions TR e BR B
Ordering Code Diameters  Teeth yp; oD  ddm L R MD Insert Coolant  Shape Stock
MBA100-012R01M06-QT12 12 1 12 11.5 6.5 20 6 M6  QTD1203 X Fig3 o
MBA100-016R01M08-QT16 16 1 16 15 85 23 8 M8  QTD1604 X Fig3 ([
MBA100-020R01M10-QT20 20 1 20 185 105 30 10 M10  QTD2005 X Fig3 ([
MBA100-025R01M12-QT25 25 1 25 24 12.5 35 125 M12 QTD2506 X Fig3 ([
MBAL100-030R0IM16-QT30 3032 1 3032 29 17 43 1516 M6 gggggg x Fig3 @

@ i EFStock O FHFAE Available Upon Order

lev]
o

% %

I

o=
€=

k

=
=
=

)
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New Cutting Tools Products

THABCHFSIZR

Accessory table

S4BT
Parts

27N
Shape

ERTIA
Insert

&

Item
ITHS
Ordering Code
pI =S
[tem
1S
Ordering Code
g
Item
TS
Ordering Code
AT
Item
ITHS
Ordering Code
pI =S
Item
TS
Ordering Code
g
Item
1THS
Ordering Code

QTD1203/QTD1203-S-T

QTD1604/QTD1604-S-T

QTD2005/QTD2005-S-T

QTD2506/QTD2506-S-T

QTD3007/QTD3007-S-T

QTD3207/QTD3207-S-T

038 __GESAC

TIR 25T
Insert Screw

SBM3.5X9.5
PSBM035095Q
SBM4.0X13.5
PSBM040135Q
SBM5.0X16.5
PSBM050165Q
SBM6.0X20
PSBM060200Q
SBM8.0X25
PSBM080250Q
SBM8.0X25

PSBM080250Q

TR RETIRTF
Insert Spanner

TT10T
PTT10TQ
TT15T
PTT15TQ
TT20T
PTT20TQ
TT20T
PTT20TQ
TT30T
PTT30TQ
TT30T

PTT30TQ

WEFTIHISE

Recommended cutting conditions

WINTAR

Workpiece Material

. REaEW
Carbon Steel
Low Alloy Steel

FRBE N
Mold steel

Gray cast Iron

TREHH®
Nodular Cast
Iron

RN
Hardened die
steel

MEEE
Material
Hardness

< HB180

HB180-350

HRC35-45

< HB280

< HB350

HRC48-55

s
Grade

GA4225
GA4230

GA4225
GA4230

GA4225
GA4230

GK4125
GH4125
GH4115

GK4125
GH4125
GH4115

GH4125
GH4115

TIHRE
Cutting
Speed

Ve (m/
min)

400
(350-450)

350
(300-400)

350
(300-400)

350
(300-400)

450
(400-500)

150
(100-200)

12

0.3-0.6

0.3-0.6

0.3-0.6

0.2-05

0.1-0.4

0.1-0.4

#eE /7] (fz)
mm/tooth

TJBE1R Diameters: ®D (mm)

16 20 25

0.3-0.6 ' 0.5-0.8 0.5-0.8

0.3-0.6 | 0.5-0.8 0.5-0.8

0.3-0.6 | 0.5-0.8 0.5-0.8

0.2-05  04-0.7  0.4-0.7

0.1-04  03-06 0.3-0.6

0.1-04 | 0.2-0.5 0.2-0.5

30

0.7-1.0

0.7-1.0

0.7-1.0

0.7-1.0

0.5-0.8

0.2-0.5

32

0.7-1.0

0.7-1.0

0.7-1.0

0.7-1.0

0.5-0.8

0.2-0.5

BA B
R 5%
ap ae
(mm)  (mm)
0.3-0.6 D/40
0.3-0.6 D/40
0.3-0.6 D/40
0.3-0.6 D/50
0.2-0.5 D/40
0.1-0.3 D/50
GESAC __ 039
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Application cases

rHEMRE

Surface quality

JI4& Cutter MBA100-020R01P20-QT20
f”\”ﬁm% QTD2005-S-T-GH4115
nserts
LA SKD11 (58-62HRC)
mIAs= 3ERIK A
Application 3% slope milling
REA R
Coolant Air

e
Jggjﬁtgi:ﬁ Ve=250m/min fz=0.4mm/z
Condi?ions ap=0.2mm ae=0.2mm

. INT4h, MEEIRRREIEE,

ﬁ?f‘el—‘ajla Evaluate performance after 4 hours

machining by check surface quality.

040 _ GESAC

GESAC JD JH

wear: 0.17mm wear: 0.25mm wear: 0.24mm
Ra=0.59um Ra=0.65um Ra=0.63um

Company A

Company B

GESAC

0 0.05 0.1 0.15 0.2 0.25 03

Tool wear in flank(mm)

MI%&Fen

Processing life

T Cutter

TR
Inserts

p)[Um 7y
Material

MIAHH
Application

BRHAFER
Coolant

IS
Cutting
Conditions

NI %ep

Processing life

JI{K Cutter

MRS

Inserts

INTATRL

Material

MIAR
Application

REAT
Coolant
IR
Cutting
Conditions

TIHIRR
Cutting effect

MBA100-030R01P32-QT30L

QTD3007-S-T-GH4115

Cr12MoV (58-62HRC)
BEMHEE Panel mould

ilic7s
Profile milling

Vc=250m/min fz=0.3mm/z
ap=0.5mm  ae=0.37mm

MBA100-030R01P32-QT30L

QTD3007-S-T-GH4115

Cr12MoV (58-62HRC)
BEMHEE Panel mould

i

Profile milling
R

Air

Ve=250m/min fz=0.3mm/z
ap=0.5mm  ae=0.37Tmm

E1l: MEEStEIINT:

BERERAh, ®ETIEAh, HEEK.
E2: ApdimetE T :
FFERSh, ®AEJIASh, HEEK.
figurel: standing walls milling :

still nomal wear even after 4 hours
process.

figure 2: profile milling :

still nomal wear even after 5 hours
process.

New Cutting Tools Products

20198718 7] &3 am

Company A

GESAC

Hon
Tool life

+10%

3 4

average lifetime(h)
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G-PAK19.1

FRicin R

Guidelines to lcons

Linvay BiPA vy iR Linvas BiPA
Mark Description Mark Description Mark Description
Mo 1O HRAEHAE Y oo P31 3 7))
17 hs ISO Standard Shank m -20°Helix PN 3 Flute Endmills
AR
Shank IS0 frEHE E 15885 A 4‘ 4 TSIHT)
- ISO Standard Shank By 15Helix 4 Flute Endmills
e IS g owies e 5 7]
AICrN Coating m 20°Helix Flutes 5 Flute Endmills
T ACSINGR 28 WpEEN = 6 6 TISL 5T
AlCrSiN Coating Helix 28°Helix 6 Flute Endmills
rian RS 30" W= fﬁ‘ 12 T3I%7]
TiAIN Coating Helix 30°Helix h ‘ 12 Flute Endmills
N TN 35 PR R =
nano Nano Coating AITiN Helix 35°Helix Square
e PO ACN/TiSINS R 38° ERTEE B =
Coating  WUELE  AITIN/TISIN Coating Py 38°Helix Corner Radius
TN L 22 e 7]
AITIN Q'T'N/g‘s't“.'g%f’”f/ 40° R R U ==
TiSiN T(arjo oating Alll Helix 40°Helix Endteeth IS Ballnose
iSIN Type
. s 7S AN
R TcsingR Ziem 45° R W | 8
Rl TiACrSiN Coating Helix Py 45°Helix & Square with
Chamfer
HEENEFE 15°/40° “
’ / WUEHEA \ / iz
sl L\:lg;?r?ngamond Helix Variable Helix M Chamfer
BARENERE 3
U-DIA UltraEEime Grain \yé?iﬁﬁ?Heﬁx n g?eels P P3 O O | iﬂz \% Yo X — fT \\ . /-
Diamond Coating VA RN E 1 :E I | I )( I _L {
me G e M 77 PP300 Series Endmills for High Performance Cutting
For Side Milling Hel Variable Helix Stainless Steels
it 38/40 e ek
For Slotting Heltx Variable Helix I Cast Iron
Gh . - g . . ot gmyes . J—
Il il s o EBHATEBM. HFEME(<48HRC) AUMITEL. T, BIEE L. BARELMERINI, ERERES.
o ] SRR el R
c ” G, o ) Material Non-ferrous Suitable for high efficiency machining of steels and cast iron(<48HRC) through the machining methods of side milling,
utting For Profile Milling Variable Helix Materials
Condition groove milling, spiral cutting, trochoidal performance cutting and so on. Having the ability of high metal removal rate.
Baa®. ®Kee
BhEiE o E 1 73] Heat. resistant
B spiral Cutting T 1Flute Endmills Super Alloys, & TEHEEIE. FHFRBIESIT, BRUNFISMER, KIFBHNTERT), KRIMATPR. AYVIENSRIREN L,
;ﬁj P ;\:Off Titanium Alloys With the design of differential flute pitch and unequal helix, effective restrain vibration. With the extraordinary vibration
i utes 2 TN BEEMR . . .
- Trochoidal _ 5 Flute Endmills High Hardened resistance, stable and effective machining the tool by a large ap and a large ae.
= Performance Cutting Materials
>
(6}

& RATERNGT, RIEDAENEEBHHETE, XEREBRINIL,
With the design of variable grooves, ensure the end mills have enough groove space and strong stiffness.

042 _ GESAC
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PP300-C3

3T R E () R EIF)

3 Flute, Variable Helix with Chamfer

PP300-C2

2Tk (TS5 f)
2 Flute with Chamfer

7\

el - ——— D i—— ——— A
SR /@5 midEeREAREE o] M L U5

HR2IRBIESEPO42E See page 042 for guidelines to icons IRIZIRBFIESEPO42TT See page 042 for guidelines to icons

L L
i85 Bs BT IT5S Bs E2E2
Ordering Code b Le & L ¢ Figure No. Stock Ordering Code b Le € L ¢ Figure No. Stock
PP300-C2-02002 2 6 0.02 50 4 1 @) PP300-C3-03003 3 9 0.03 50 4 1 O
PP300-C2-03003 3 9 0.03 50 4 1 @) PP300-C3-63003 3 9 0.03 50 6 1 O
PP300-C2-04004 4 11 0.04 50 4 2 o PP300-C3-04004 4 11 0.04 50 4 2 ([ J
PP300-C2-05005 5 13 0.05 50 6 1 @) PP300-C3-64004 4 11 0.04 50 6 1 O
PP300-C2-06006 6 16 0.06 50 6 2 o PP300-C3-05005 5 13 0.05 50 6 1 O
PP300-C2-08008 8 20 0.08 60 8 2 o PP300-C3-06006 6 16 0.06 50 6 2 [ J
PP300-C2-10010 10 25 0.10 75 10 2 o PP300-C3-08008 8 20 0.08 60 8 2 [
PP300-C2-12012 12 30 0.12 75 12 2 o PP300-C3-10010 10 25 0.10 75 10 2 [ ]
L PP300-C3-12012 12 30 0.12 75 12 2 o
@ REEF Stock D PNETol
O FE Available Upon Order D<12 0 PP300-C3-16015 16 36 0.15 100 16 2 [ ]
= -0.02
D>12 0 PP300-C3-20015 20 45 0.15 100 20 2 O
-0.03
unit (mm) @ HREE Stock D QETol
O HBIE Available Upon Order <12 78.02
b>12 B3
unit (mm)
T 444 Workpiece Material T {441k Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
W, a2 N . AW PO
& CarbonSteel, |, EED AW e 1951 Aas nE CarbonSteel, |, BED A s A e et ] B
s AlloySteel (y48HRéLXT) StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite AlloySteel {48HRC’LX"F) StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite 7
] (<35HRC) (<35HRC) i
= © |iEE Most Suitable () 3&&Suitable © BiE& Most Suitable () 3F&Suitable =
HEFLIHIZH Cutting Parameters ¢ P0S0 HFELIHIZSE Cutting Parameters % P052
044 _ GESAC GESAC __ 045
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PP300-C4 PP300-R4

AT SRR (V) R B ) A7) [E] A3 K IR e
4 Flute, Variable Helix with Chamfer 4 Flute Corner Raidus, with Variable Helix

J

<
7 , —
- — =9 —_— e\ d—--—F R  —
Lc ? Le * . '
L L
9 . s .
5=y - SRS MEER -y SRS MEER
Le HRICLPEIESEPO42TT See page 042 for guidelines to icons L Le FRICIRBEIESEP0425T See page 042 for guidelines to icons
L
ITRS Bs BT 1155 Bs T
Ordering Code b Le & L ¢ Figure No. Stock Ordering Code b L f g g Figure No. Stock
PP300-C4-03003 3 9 0.03 50 4 1 @) PP300-R4-04005 4 11 0.5 50 4 2 o
PP300-C4-63003 3 9 0.03 50 6 1 @) PP300-R4-05005 5 13 0.5 50 6 1 O
PP300-C4-04004 4 11 0.04 50 4 2 o PP300-R4-06005 6 16 0.5 50 6 2 o
PP300-C4-64004 4 11 0.04 50 6 1 @) PP300-R4-06010 6 16 1 50 6 2 o
PP300-C4-05005 5 13 0.05 50 6 1 O PP300-R4-08005 8 20 0.5 60 8 2 o
PP300-C4-06006 6 16 0.06 50 6 2 o PP300-R4-08010 8 20 1 60 8 2 ()
PP300-C4-08008 8 20 0.08 60 8 2 o PP300-R4-10005 10 25 0.5 75 10 2 (]
PP300-C4-10010 10 25 0.10 75 10 2 o PP300-R4-10010 10 25 1 75 10 2 ([
PP300-C4-12012 12 30 0.12 75 12 2 o PP300-R4-10020 10 25 2 75 10 2 o
PP300-C4-16015 16 36 0.15 100 16 2 o PP300-R4-12005 12 30 0.5 75 12 2 o
PP300-C4-20015 20 45 0.15 100 20 2 @) PP300-R4-12010 12 30 1 75 12 2 o
PP300-R4-12020 12 30 2 75 12 2 @)
@ 1TERETF Stock D NETol
O ZHE Available Upon Order D<) 0 PP300-R4-16010 16 36 1 100 16 2 O
= -0.02
D>12 0 PP300-R4-16020 16 36 2 100 16 2 @)
-0.03
. PP300-R4-20010 20 45 1 100 20 2 O
unit (mm)
PP300-R4-20020 20 45 2 100 20 2 @)
@ 17 ERF Stock D AZETol
O BIE Availabl ord
O FFE Available Upon Order <12 _8(02
D>12 803
unit (mm)
T 444 Workpiece Material T 444 Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
W, a2 A . AW PN
B Carbon Steel, Allo Stmegit\,fgolStee\ TEN 7573 BEs it =E--3 Carbon Steel, Allo Stnej'?z]olSteel TN FHik BE® e Y=L} B
s AlloySteel (y48HRéLXT) StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite AlloySteel %/48HRC,LXT) StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite 7
i (<35HRC) (<35HRQ) i
5 © ®iE& Most Suitable () 3E&Suitable © |iE& Most Suitable () && Suitable @
HEFFIHIB L Cutting Parameters 3% P054 HEFFLIHIZ K Cutting Parameters 3% P054

046 _ GESAC GESAC _ 047
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InIZf PP300 RFIZ MR
Application cases PP300 series - differential cage

=R
. ? Sl PP300-R4-10020
PP300 %5l 45# 1%k e
PP300 series - slotting of 45# Hi
IR D10"R2"25*75%d10
Size
TJIRAS
PP300-C3-10010 INTA#
Type o 40Cr (30~35HRC) 2 ;
TIEME - T T EG mIE
Size D107C0.125*75*d10 tﬂﬁ”ﬁg 3800RPM (119m/min) Before processing After procsssmg
Cutting Speed
[ 7 454 (180HB) AR
Workpiece R 1200mm/min(0.08mm/z) G
prm— Feed Rate Company A Wear-resistance
TIHIRE : +30%
Cutting Speed 5730RPM (180m/min) fﬂ‘ﬁ’ﬂﬁﬁ o
s Cutting Method Slotting
AR 911mm/min(0.053mm/z) GESAC
. t "I =
jzE e C}gﬁttjf Depth ap=5mm,ae=10mm
THIFE -k Company A gep
Cutting Method Slotting SHSR T 30 40 50 60 70 80
= Cooling Method Emulsion Work-piece(pcs)
= = GESAC
Cutting Depth ap=10mm, ae=10mm
BRHFER AR 0 10 20 30
Cooling Method Emulsion Distance(m)

PP300 & 5![E#r4mimaR sE o0 T

PP300 series - machining of key seat

A=
RS PP300-C4-12012
Type
B
7?“%”% D12*C0.12*30*75%d12
Size
THAE
o M.ﬂ % (25HRC) J - "
Workpiece - O
. PN . MIE
YR E Before processing After processing
IR 800RPM (30m/min)
Cutting Speed
HARE )
Feed Rate 100mm/min(0.03mm/z) Company A Wﬂ’%ﬁm
+23%
I8 s
Cutting Method Slotting
GESAC
tIHIE B B
e Cutting Depth ap=bmm, ae=12mm
7 ) 0 100 200 300
Al RES AL
Cooling Method Emulsion Work-piece(pcs)

=
=
=

)
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Recommended Cutting Data

PP300-C2
M. F55k For Steels, Cast Iron — {lI%E Side Milling
. P nE
TR : c i
2 . Cutting Depth ! Tool Diameter
Workpiece Material ) m/min i)
BN G & ap<1.5D (rﬁr%l)
Carbon steel Alloy 200 A TR
prag=mpriyi=3
n (<35HRC) ae<0.15D (mrﬁ/min)
aEilN ap<1D (rﬁr%l)
(Alloy Steel) 150 AR
- pragzal =
35-48HRC 2e<0.12D (mm/min)
TR aps1.5D <rﬁ§1>
M Stainless 150 A TR
Steel 2e<0.15D (mmjmin)
) ij%%%% ap<15D - (o)
ray Cast Iron LAY
HHARE
m Nodular Castiron | 2e<0.15D (mm/min)
BaEHE < 2]
ﬂigh Alloy ap P 150 (mmil)
Cast Iron HLARE
(35-45HRC) 2e<0.12D ()

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

2. ERETHIRE. &ENMEERANE S FREERIHGRE,

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

3. ERERRDNASKANERMEUTHAGENTE, WRDESKIK, MINS=EiRD, Y, BEYERERE, i

RS

21220

1910

15910

1270

15910

1430

19100

1720

15910

1270

15910

1750

11940

1070

11940

2390

14320

1430

11940

1190

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.

050 _ GESAC

10610

1380

7960

950

7960

1910

9550

1240

7960

1030

7950

1350

5970

950

5970

1910

7160

1070

5970

890

10

6370

1270

4770

810

4770

1810

5730

970

4770

810

12

5300

1220

3980

720

3980

1670

4770

950

3980

760

16

3980

1110

2980

600

2980

1370

3580

820

2980

660

20

3180

1080

2390

520

2390

1240

2860

740

2390

570

New Cutting Tools Products

HEFYIHI S8

Recommended Cutting Data

PP300- C2
M. F55k For Steels, Cast Iron —— &% Slotting
T4 & 7
Tk 7 Ve .
: : Cutting Depth : Tool Diameter 3
Workpiece Material () m/min i)
=
BAE S E 10610
Carbon steel,Alloy ap<1.0D 100 SR
prag=mpriyi=3
n (<35HRC) (mm/min) 760
=
S (o) 8490
(Alloy Steel) ap<0.5D 80 A RS
- pragzal =
35-48HRC (mm/min) >0
®
RN oy | 7430
M Stainlﬁss ap<0.3D 70 A SRR
-a I5Z.
Stee (mm/min) 310
TR SR 230
L U (min-1) 8490
ray Cast Iron ap<0. A
Nodular Cast Iron BB 510
m (<32HRO) (mm/min)
BEEHR R
ﬂigh Alloy 20<0.5D 70 (min-1) 1430
Cast Iron P=U. HARE
(35-45HRC) (mmjmin) 3%

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

2. ERETHIRE. &ENIMEERANE S FREERIHGRE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. ERERRDNASKANERMEUTHAGENTN, URTDESKIK, MINS=ERD, Y, BEYERER, #

FPRE
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.

7960

870

6370

570

5570

330

6370

510

5570

390

5300

690

4240

470

3710

330

4240

470

3710

370

3980

600

3180

380

2780

310

3180

380

2780

310

e
op

10

3180

570

2550

360

2230

290

2550

370

2230

290

b

i

12

2650

500

2120

340

1860

300

2120

350

1860

280

16

1990

560

1590

350

1390

250

1590

320

1390

260

GESAC __ 051
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20

1590

560

1270

340

1110

230

1270

280

1110

230

o
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Recommended Cutting Data

PP300- C3
M. F55k For Steels, Cast Iron — {lI%E Side Milling
. P nE
TR i ¢ i
2 . Cutting Depth ! Tool Diameter
Workpiece Material ) m/min i)
BN &S W ap<1.5D (rﬁr%l)
Carbon steel Alloy 200 A TR
prag=mpriyi=3
n (<35HRC) ae<0.15D (mrﬁ/min)
aEm ap<1D (rﬁr%l)
Alloy Steel 150 A RS
- pragzal =
(35-48HRC) 2e<<0.12D (mm/min)
W aps1.5D <rﬁ§1>
M Stainlﬁss 150 AR
-a I5Z.
Stee ae<0.15D (mm/min)
) ij%%%% ap<15D - (o)
ray Cast Iron LAY
HHARE
m Nodular Castiron | 2e<0.15D (mm/min)
BASHS 2]
High Alloy P=ID 150 (min-1)
Cast Iron HLARE
(35-45HRC) 2e<0.12D ()

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

2. ERETHIRE. &ENMEERANE S FREERIHGRE,

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

3. ERERRNASKANERMEUTHAGENTN, WRDESKIK, MINS=ERD, Y, BEYERER, #

RS

21220

2860

15910

1910

15910

2150

19100

2580

15910

1910

15910

2630

11940

1610

11940

1790

14320

2150

11940

1790

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.

052 _ GESAC

10610

2070

7960

1430

7960

1430

9550

1860

7960

1550

7950

2030

5970

1430

5970

1430

7160

1610

5970

1340

e
op

b

10

6370

1910

4770

1220

4770

1360

5730

1460

4770

1220

i

12

5300

1830

3980

1070

3980

1250

4770

1430

3980

1130

16

3980

1670

2980

890

2980

1030

3580

1230

2980

980

20

3180

1620

2390

790

2390

930

2860

1120

2390

860

New Cutting Tools Products

HEFYIHI S8

Recommended Cutting Data

PP300- C3
M. F55k For Steels, Cast Iron —— &% Slotting
T4 & 7
Tk 7 c .
: : Cutting Depth : Tool Diameter 3
Workpiece Material () m/min i)
=
BAE S E 10610
Carbon steel,Alloy ap<1.0D 100 SR
prag=mpriyi=3
n (<35HRC) (mm/min) 1140
=
S (o) 8490
Alloy Steel ap<0.5D 80 LR
- pragzal =
(35-48HRC) (mm/min) %0
®
RN (i | 7430
M Stainlﬁss ap<0.3D 70 A SRR
-a I5Z.
Stee (mm/min) 560
TR SR IR
L U (min-1) 8490
ray Cast Iron ap<0. A
Nodular Cast Iron BB 760
m (<32HRO) (mm/min)
BEEHR R
ﬂigh Alloy 20<0.5D 70 (min-1) 1430
Cast Iron P=U. HARE
(35-45HRC) (mmjmin) 28

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

2. ERETHIRE. &ENIMEERANE S FREERIHGRE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. ERERRDNASKANERMEUTHAGENTN, URTDESKIK, MINS=ERD, Y, BEYERER, #

FPRE
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.

7960

1310

6370

860

5570

500

6370

760

5570

580

5300

1030

4240

700

3710

500

4240

700

3710

560

3980

890

3180

570

2780

470

3180

570

2780

460

e
op

10

3180

860

2550

530

2230

440

2550

550

2230

430

b

i

12

2650

760

2120

510

1860

450

2120

530

1860

420

16

1990

840

1590

520

1390

380

1590

480

1390

400
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1590

840

1270

520

1110

350

1270

420

1110

350

o
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Recommended Cutting Data

PP300- C4/R4
. 5L For Steels, Cast Iron —— fll %% Side Milling

T e c Do
Workpiece Material CUtt'(?T%n?fpth m/min Tool(ai]rr)weter
=®
Eﬁ%ﬂ@%%ﬂ ap<1.5D (I’ffl’jrl)
Carbon steel,Alloy 200 HARE
n (<35HRO) 2e<0.15D (mm/min)
=
@ﬁ/{-m ap<1D (rﬁrj:l)
Alloy Steel 150 BHAERE
(35-48HRC) 26<0.12D (mm/min)
=®
e ap<15D B
M Stainless 150 AR
Steel 26<0.15D (mmjmin)
RHS R
) Ek%%ﬁ% ap<1.5D 0 (min-1)
ray CastIron HHLAT
Nodular Cast | R
m 0 (u<§]£H?€$é) ron ae<0.15D (mm/min)
EeeHT <1D o
e
(35-45HRC) ae<0.12D (mm/min)

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

2. ERETHIRE. &ENMEERANE S FREERIHGRE,

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

3. ERERRNASKANERMEUTHAGENTN, WRDESKIK, MINS=ERD, Y, BEYERER, #

RS

21220

3820

15910

2550

15910

2860

19100

3440

15910

2550

15910

3500

11940

2150

11940

2390

14320

2860

11940

2390

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.

054 _ GESAC

10610

2760

7960

1910

7960

1910

9550

2480

7960

2070

7950

2710

5970

1910

5970

1910

7160

2150

5970

1790

e
op

b

10

6370

2550

4770

1620

4770

1810

5730

1950

4770

1620

i

12

5300

2440

3980

1430

3980

1670

4770

1910

3980

1510

16

3980

2230

2980

1190

2980

1370

3580

1650

2980

1310

20

3180

2160

2390

1050

2390

1240

2860

1490

2390

1150

HEFYIHI S8

Recommended Cutting Data

PP300- C4/R4
M. 5% For Steels, Cast Iron — #&% Slotting

A cutnaoeotn| Ve | g l?ﬁ t
: : utting Dep i ool Diameter
Workpiece Material () m/min i)
=
BAE S B
Carbon steel,Alloy ap<1.0D 100 STyyes
(<35HRC) HARE
n (mm/min)
- R
Allél(;yﬁsftmeel ap<05D | 80 (min-1)
(35-48HRC) ' AR
(mm/min)
. R
M Stoimioes ap<03D 70 (min-1)
Steel P i R
(mm/min)
KT 2
G e <08D | 80 (min-1)
ray Cast Iron ap<0. e ns
Nodular Cast Iron BB
m (<32HRC) (mm/min)
i o2
igh Alloy -
Cast Iron ap<0.5D 10 AR
(35-45HRC) (mm/min)

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

2. ERETHIRE. &ENIMEERANE S FREERIHGRE,

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

3. ERERRDNASKANERMEUTHAGENTN, URTDESKIK, MINS=ERD, Y, BEYERER, #

RS

10610

1530

8490

1020

7430

740

8490

1020

7430

770

7960

1750

6370

1150

5570

670

6370

1020

5570

780

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.

5300

1380

4240

930

3710

670

4240

930

3710

740

New Cutting Tools Products

3980

1190

3180

760

2780

620

3180

760

2780

610

e
op

b

20198718 7] &3 am

10

3180

1150

2550

710

2230

590

2550

730

2230

580

i

12

2650

1010

2120

680

1860

590

2120

700

1860

560

16 20

1990 | 1590

1110 | 1120

1590 | 1270

700 | 690

1390 | 1110

510 | 470

1590 | 1270

640 = 560

1390 | 1110

530 | 470
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o

E7in
i

k

=
=
=

)




20194 1K T B 7=

SH260-S4A-H

47Tk
4 Flute, Standard Length

b e — 2 R e RSN
=SS =R UL

FRICIRBAIESEP0425T See page 042 for guidelines to icons

| g '
‘ 4
& THs D Le L ES i
‘ ‘ 2 Ordering Code Figure No. Stock
. i | SH260-S4A-1-3-H 1 3 50
/ ‘ ] | SH260-54A-1.5-4-H 15 4 50
' | i ‘ 1 SH260-S4A-2-5-H 2 5 50
| ' | | SH260-54A-2.5-6-H 25 6 50
1 | SH260-54A-3-8-H 3 8 50
f 1 j SH260-54A-4-10-H 4 10 50
¥ SH260-54A-5-13-H 5 13 50
| ~ SH260-54A-6-15-H 6 15 50
{ 1 | SH260-S4A-8-20-H 8 20 60
I SH260-S4A-10-25-H 10 25 75
) ! SH260-S4A-10-30-H 10 30 75
. | SH260-S4A-12-30-H 12 30 75
: : SH260-54A-16-45-H 16 45 100
f SH260-54A-20-50-H 20 50 100

(e}

w ol &~ MM MNIDN D

o006 06060606 06 OO

—
[e)]

[ R N e O e S B L S T O e S B Y e N R )

N
o
[ ]

@ 1T EAF Stock D AZETol
S H 2 60_ H I% EE/:EN Z_JD IE% rL /{-5'67] O HBIAE Available Upon Order Eiz _gizi
SH260-H Endmills Optimized for Hardened Steels o

L T#%l Workpiece Material
o EAT30~60HRCEBEMEIMAEMN T, 5N T, oripecetiatene

Suitable for semi-finishing and finishing of 30~60HRC hardened steels. n m

— . RPN N 1234 5 6 1 2 34
o ERE. BYEMEAMRRENMANSERE, BREKTIAFRE.
; : : ; : : TSRy . &M B PHSBRE K/ AR ERE FEEEN BN
ngh strength,h|gh tOUghneSS matrix materials with nery develOped coating,, Iengthens the tool life S|gn|f|cantly. Carbon Steel, AlloySteel Alloy Steel,ToolSteel PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
(<35HRC) (48HRCLLTF) (<35HRC) (45-55HRC) (55-60HRC) (>60HRC)

& IRISAVIERLEN), SSIlSEAYSENMEIN L,

Unique flute structure,enables spectacular hardened steels milling.

~

© ©

RiE% Most Suitable () i&&Suitable
* EFEERRLNERECH. HZEYIH B4 Cutting Parameters 3% P065
Recommend to use oil or oil mist cooling.

GESAC _ 057




New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SH260-SH4A-H SH260-SL4A-H

AN RSN 4TI RT3k
4 Flute, with Long Shank Length 4 Flute, with Long edge Length

Le

s~ =Sl =—=ss9 ~ =ol-E UL

. ‘«L FRIZHIBESEP042TT See page 042 for guidelines to icons . FRICIBBESEP042TT See page 042 for guidelines to icons
RS D Lc L d ES iz UHS D L L d ES Ez
Ordering Code Figure No. Stock Ordering Code Figure No. Stock
SH260-SH4A-3-60-H 3 9 60 4 1 o SH260-SL4A-3-12-H-6 3 12 50 6 1 O
SH260-SH4A-4-60-H 4 12 60 4 2 o SH260-SL4A-4-16-H 4 16 60 4 2 ([ J
SH260-SH4A-4-75-H-6 4 12 75 6 1 o SH260-SL4A-5-20-H 5 20 60 6 1 [ J
SH260-SH4A-5-60-H 5 15 60 6 1 O SH260-SL4A-6-24-H 6 24 75 6 2 ([ J
SH260-SH4A-6-75-H 6 18 75 6 2 o SH260-SL4A-8-36-H 8 36 100 8 2 [ J
SH260-SH4A-6-100-H 6 18 100 6 2 o SH260-SL4A-10-45-H 10 45 100 10 2 [ J
SH260-SH4A-8-75-H 8 24 75 8 2 ([ SH260-SL4A-10-50-H 10 50 150 10 2 [ J
SH260-SH4A-8-100-H 8 24 100 8 2 ([ SH260-SL4A-12-50-H 12 50 100 12 2 ([ J
SH260-SH4A-10-100-H 10 30 100 10 2 [ SH260-SL4A-12-60-H 12 60 150 12 2 [ J
SH260-SH4A-12-100-H 12 36 100 12 2 o SH260-SL4A-16-65-H 16 65 150 16 2 ([ J
SH260-SH4A-16-150-H 16 48 150 16 2 ([ SH260-SL4A-20-75-H 20 75 150 20 2 [ J
SH260-SH4A-20-150-H 20 60 150 20 2 o P 5 Py
@ 1t Stock 2 AETol O HBIAE Available Upon Order D<s 7801
O % Available Upon Order D<6 90 D56 90
D>6 S0 unit (mm)
unit (mm)
T 444 Workpiece Material T 444 Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
B 8N = AW PHEBRRIE/D KR AN EEETR EREN B, 5E=W AT PHSHRE/D KEN FETEN BTN RN B
Carbon Steel, AlloySteel Alloy Steel,ToolSteel PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carbon Steel, AlloySteel Alloy Steel,ToolSteel PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
gﬁ (<35HRC) (48HRCLLF) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC) (<35HRC) (48HRCLLF) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC) ?zjaac
Oél © #E& Most Suitable () & Suitable ©O #RiE& Most Suitable () iE&Suitable 0%
HEFEIHIZS L Cutting Parameters % P065 JEFELIBIZ Cutting Parameters 3 PG5
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SH260-R4A-H SH260-R4A-H

A7) &Rk 47 & Ak
4 Flute, Corner Radius 4 Flute, Corner Radius

i Y
| = ERLE - | = =l -
L 1 L 1
P >
s el o2 ] Ul e Tl el sl | UL
. “L‘ HRICIRBRIES EP0428T See page 042 for guidelines to icons . LL‘ HRIZIRBAIESEP0425T See page 042 for guidelines to icons
) 480 continue
IT5S Es ETF i8S Es EF
Ordering Code b Le f L d Figure No. Stock Ordering Code b Le f g ¢ Figure No. Stock
SH260-R4A-1-0.1-H 1 2.5 0.1 50 4 1 O SH260-R4A-6-0.2-H 6 15 0.2 50 6 2 @)
SH260-R4A-1-0.2-H 1 2.5 0.2 50 4 1 O SH260-R4A-6-0.5-H 6 15 0.5 50 6 2 o
SH260-R4A-2-0.1-H 2 5 0.1 50 4 1 O SH260-R4A-6-1-H 6 15 1 50 6 2 @)
SH260-R4A-2-0.2-H 2 5 0.2 50 4 1 [ ) SH260-R4A-8-0.2-H 8 20 0.2 60 8 2 @)
SH260-R4A-2-0.3-H 2 5 0.3 50 4 1 O SH260-R4A-8-0.5-H 8 20 0.5 60 8 2 o
SH260-R4A-2-0.5-H 2 5 0.5 50 4 1 O SH260-R4A-8-1-H 8 20 1 60 8 2 ([
SH260-R4A-3-0.2-H 3 7.5 0.2 50 4 1 o SH260-R4A-10-0.2-H 10 25 0.2 75 10 2 O
SH260-R4A-3-0.3-H 3 7.5 0.3 50 4 1 [ ) SH260-R4A-10-0.5-H 10 25 0.5 75 10 2 o
SH260-R4A-3-0.2-H-3 3 7.5 0.2 50 3 1 o SH260-R4A-10-1-H 10 25 1 75 10 2 o
SH260-R4A-3-0.5-H 3 7.5 0.5 50 4 1 o SH260-R4A-10-2-H 10 25 2 75 10 2 o
SH260-R4A-4-0.2-H 4 10 0.2 50 4 2 o SH260-R4A-12-0.5-H 12 30 0.5 75 12 2 O
SH260-R4A-4-0.5-H 4 10 0.5 50 4 2 O SH260-R4A-12-1-H 12 30 1 75 12 2 @)
SH260-R4A-4-0.5-H-6 4 10 0.5 50 6 1 O SH260-R4A-12-2-H 12 30 2 75 12 2 O
SH260-R4A-5-0.2-H 5 13 0.2 50 6 1 O @ttt Stock 5 el
SH260-R4A-5-0.5-H 5 13 0.5 50 6 1 O O EFE Available Upon Order D<6 8 o
0
@ i 7 Stock D AETol b0 0.02
O iz Available Upon Order D<6 7801 unit (mm)
D>6 B
unit (mm)
T 444 Workpiece Material T 444 Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
B . &M AW PHS BRI/ S AR ERER FRREEN RN B, %W B PHE#Z1K/S AN ERETR FEEEN BN
Carbon Steel, AlloySteel Alloy Steel,ToolSteel PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carbon Steel, AlloySteel Alloy Steel,ToolSteel PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
E\ﬁJ (<35HRC) (48HRCLLTF) (<35HRC) (45-55HRC) (55-60HRC) (>60HRC) (<35HRC) (48HRCLLTF) (<35HRC) (45-55HRC) (55-60HRC) (>60HRC)
5 © Bi&& Most Suitable () 3&&Suitable © &iEE Most Suitable () 3&&Suitable
HEFFLIHI S Cutting Parameters 3% P065 HFEHIZ 4K Cutting Parameters % P065

060 _ GESAC GESAC __ 061




New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SH260-RH4A-H SH260-RH4A-H

A7) KAREA L 47) KAREIF L
4 Flute Corner Radius, with Long Shank Length 4 Flute Corner Radius, with Long Shank Length

L ! L

g 3

e T =Rl UL e =Bl UL

‘ Lc

HRICIRBRIES EP0428T See page 042 for guidelines to icons FRIZHBAIESEP04251 See page 042 for guidelines to icons

L L
) 480 continue
TS Es ETF T8RS Es E=E
Ordering Code b Le f L d Figure No. Stock Ordering Code b Le f L d Figure No. Stock
SH260-RH4A-2-60-0.5-H-6 2 6 0.5 60 6 1 O SH260-RH4A-6-75-1-H 6 18 1 75 6 2 [ J
SH260-RH4A-3-60-0.5-H-6 3 9 0.5 60 6 1 O SH260-RH4A-8-75-0.5-H 8 24 0.5 75 8 2 o
SH260-RH4A-4-75-0.5-H-6 4 12 0.5 75 6 1 o SH260-RH4A-8-100-0.5-H 8 24 0.5 100 8 2 o
SH260-RH4A-4-60-0.2-H 4 12 0.2 60 4 2 O SH260-RH4A-8-75-1-H 8 24 1 75 8 2 o
SH260-RH4A-4-60-0.5-H 4 12 0.5 60 4 2 O SH260-RH4A-8-100-1-H 8 24 1 100 8 2 o
SH260-RH4A-4-75-0.5-H 4 12 0.5 75 4 2 [ ) SH260-RH4A-10-100-0.5-H 10 30 0.5 100 10 2 o
SH260-RH4A-6-60-0.2-H 6 18 0.2 60 6 2 O SH260-RH4A-10-120-0.5-H 10 30 0.5 120 10 2 o
SH260-RH4A-6-75-0.2-H 6 18 0.2 75 6 2 O SH260-RH4A-10-100-1-H 10 30 1 100 10 2 o
SH260-RH4A-6-100-0.5-H 6 18 0.5 100 6 2 O SH260-RH4A-10-120-1-H 10 30 1 120 10 2 o
SH260-RH4A-6-60-0.5-H 6 18 0.5 60 6 2 o SH260-RH4A-12-100-0.5-H 12 36 0.5 100 12 2 ()
SH260-RH4A-6-75-0.5-H 6 18 0.5 75 6 2 o SH260-RH4A-12-120-0.5-H 12 36 0.5 120 12 2 [
SH260-RH4A-6-60-1.0-H 6 18 1 60 6 2 O SH260-RH4A-12-100-1-H 12 36 1 100 12 2 o
@ ITEEETF Stock D NZETol @ IREREETF Stock D NETol
O HBIE Available Upon Order D<6 7801 D FHFNE Available Upon Order D<6 7801
D>6 30 D>6 302
unit (mm) unit (mm)
T ##4%} Workpiece Material T ##4%} Workpiece Material
1234 5 6 1 2 34 1234 5 6 1 2 34
B . &M AW PHS BRI/ S AR ERER FRREEN RN W, AW EeW PHS Sk 4/ S FRIREN BN ERETR FEREEN B
Carbon Steel, AlloySteel Alloy Steel,ToolSteel PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel Carbon Steel, AlloySteel Alloy Steel,ToolSteel PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel .
E\ﬁJ (<35HRC) (48HRCLLTF) (<35HRC) (45-55HRC) (55-60HRC) (>60HRC) (<35HRC) (48HRCLLTF) (<35HRC) (45-55HRC) (55-60HRC) (>60HRC) ;zjaac
5 © Bi&& Most Suitable () 3&&Suitable © HEE Most Suitable () &% Suitable @
HEFFLIHI S Cutting Parameters 3 P065 HEFEFIHIS 2L Cutting Parameters 3% P065
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

= D AL/ 3K
25 HETHIZE
Application cases Recommended Cutting Data
SH260-H ZE4 N T SH260- S4A. SH4A. SL4A. R4A. RH4A-H
SH260-H Parts Processing EEW. FEEIFor Alloy Steels, Hardend Steels—— It Side Milling
7ams -
SH260-S4A-8-20-H T AR TIH| & I8, TR
e Workpiece Material CUtt'(?T%n?fpth CuttingRange  Cutting Condition 2 4 8 ¢ = 12
TIEHE
A D8*20*60*d8 e
Size i%ﬁﬁ %{T (D) 14000 7200 4800 3600 2900 2400
Atk . enera HERE
o 20CrMo(48-52HRC) n Al%y%}%el Ap<12D (mmm/min) 800 900 1000 1100 1050 1000
<o. 5
(30-45HRC) Aes0.05D . o 28000 14000 9500 7100 5700 4750
MR ‘ SRR min-1
: 2500RPM(62.8m/min) High Speed AT
Cutting Speed S . (Jn;;ﬁ/mﬁ) 1500 | 2000 = 2800 2500 2500 2300
. 73 NLA%Sh
AR . Black b ini =
piece Finished product TR
Feed Rate 1000mm/min(0.Lmm/2) R (i) 12500 6400 4200 3200 2500 | 2100
H ¥ “ BEM. FEN enera WHATRE
?%EEEEA . gg{g%mmmg DAéloysdteel | o100 (i) 500 600 700 | 800 =700 = 640
ummg ene LS Ae<0.03D NN o 23800 12000 8000 5900 4800 3900
42 B B High Speed B
Cutting Depth ap=lmm,ae=8mm m gh-p (Jn;gﬁ/%%) 1190 1500 2000 1800 = 1700 | 1560
BB KEIR . (ﬁ?ﬁl) 11000 5600 3700 2800 2200 1900
Cooling Method Emulsion %ﬁg\rﬁ #nln%r_
N ZRIRE
: ﬁ% T T4 TIEEER JEREEN AngBD (mrr?/mm) 440 500 580 630 570 550
Life 11 workpieces e Tool Wear H?g%?ggﬂsgd Ae<0.02D FoR 18000 | 9200 @ 6100 4600 = 3600 | 3000
ﬁﬁ]gsggﬁd (min-1)
1gh Spee LR
(e 900 | 1150 1300 = 1400 = 1300 = 1200

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

2. ERBETIHIRE. &&NIESER NS S EEREERAHAGRE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. ERERBDESKNERMELUTHAAGNTN, MRTDABKIK, MINZ~ERD, Y, BEHERERE, #OaRENTIRE,
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.

A, REATHEEHE, IR
Cooling method recommend to use oil mist or oil.

lev]
o

i

7
I

o=
€=

Sunn \
Sunin
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SM200SF AT X "IN TR HIILTET]

SM200 Denture processing endmill for dental industry

BEENRS AERT, REXEINTEE,
High precision of dimension tolerance design,guarantee the denture processing precision.

BRI BB R N SR 0],
Sharp edge design effectively solve the problem of denture processing collapse.

FTHIRELZ, TJAMBEES.
Advanced coating technology,high wear resistance.

EaFRITL AL, Ke®. SESSSMENNI, StENIHEERTIH, ®Kad. hBeeSEEMEINITHEES
FRERIE

Suitable for processing zirconia, titanium alloy, cobalt chromium alloy and so on material in dental industry.Dry cutting

is recommended for zirconia processing, titanium alloy.Wet cutting is recommended for cobalt chromium alloy and so on
metal materia processing.

SM200-TD2

27)KFER K
2 Flute, Ballnose With Reduced Neck

d2

e
'°| _ _ ‘ Le
L1
L
l ‘ 3 Le
L1
L
TS
Ordering Code b R
SM200-TD2-0.6-5-45-d3 0.6 0.3
SM200-TD2-0.6-5-50-d3 0.6 0.3
SM200-TD2-0.6-5-45-d4 0.6 0.3
SM200-TD2-0.6-5-50-d4 0.6 0.3
SM200-TD2-0.6-5-45-d6 0.6 0.3
SM200-TD2-0.6-5-50-d6 0.6 0.3
SM200-TD2-0.6-12-45-d3 0.6 0.3
SM200-TD2-0.6-12-50-d3 0.6 0.3
SM200-TD2-0.6-12-45-d4 0.6 0.3
SM200-TD2-0.6-12-50-d4 0.6 0.3
@ IR ETF Stock
O BIRE Available Upon Order
123 4
BT HEE
Aluminium Alloys Copper Alloys
© 8BB4 Most Suitable (O i&&Suitable

HEFFIHIZ R Cutting Parameters 3% P085

Figl

Fig2

—
(@}

d2

0.55
0.55
0.55
0.55
0.55
0.55
0.55
0.55
0.55
0.55

NN TN NN N NN NN

T4k Workpiece Material

5

a1
Zirconia

o

45
50
45
50
45
50
45
50
45
50

20194 1K T B 7=

m

HRCIRERIESEP0425T See page 042 for guidelines to icons

d TIE ES BT
Flute Figure No.  Stock
3 2 1 (]
3 2 1 o
4 2 1 [ ]
4 2 1 [ ]
6 2 1 O
6 2 1 O
3 2 1 O
3 2 1 O
4 2 1 O
4 2 1 O
R AZETol
0.3<R<L5 +0.007
unit (mm)
123 45
HRSA

Chromium Alloys

GESAC _ 067
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-TD2

27] K EMER Sk
2 Flute, Ballnose With Reduced Neck

| ey
0 Le
L
: bg
: | :
L1
L
s
Ordgi:_‘:g%ode b R
SM200-TD2-0.6-12-45-d6 0.6 RO.3
SM200-TD2-0.6-12-50-d6 0.6 RO.3
SM200-TD2-1-16-50-d3 1 R0.5
SM200-TD2-1-16-55-d3 1 R0.5
SM200-TD2-1-16-50-d4 1 R0.5
SM200-TD2-1-16-55-d4 1 R0.5
SM200-TD2-1-16-50-d6 1 R0.5
SM200-TD2-1-16-55-d6 1 R0.5
SM200-TD2-1-18-50-d3 1 R0.5
SM200-TD2-1-18-55-d3 1 R0.5

@ IR ETF Stock
O BIRE Available Upon Order

123 4

a7 REE

Aluminium Alloys Copper Alloys

© BiE& Most Suitable () E&Suitable

HEFFIHIZ R Cutting Parameters 3% P085

068 _ GESAC

Figl

Fig2

—
(@}

d2

0.55
0.55
0.95
0.95
0.95
0.95
0.95
0.95
0.95
0.95

D YO OO Y OO Y O NN

T#4kE Workpiece Material

5

Bkl
Zirconia

A

L1

12
12
16
16
16
16
16
16
18
18

45
50
50
55
50
55
50
55
50
55

'P——-na-a

I!“i[!ﬁ!ﬁm&ha::l

HRICIRBRIES EP0428T See page 042 for guidelines to icons

) £2#0 continue

g T8 ES e
Flute Figure No.  Stock
6 2 1 O
6 2 1 O
3 2 1 o
3 2 1 O
4 2 1 (]
4 2 1 O
6 2 1 ®
6 2 1 O
3 2 1 O
3 2 1 O
R AZETol
0.3<R<15 +0.007
unit (mm)
123 45
PPN HAR/HEEAE
HIRSA Titanium Alloys/Cobalt

Chromium Alloys

SM200-TD2

27] K EMER Sk
2 Flute, Ballnose With Reduced Neck

d2

<
,;l _ _ ‘ ; Figl
[ Le
L1
L
: b
"J] — f‘ = Fig2
3 Lc
L1
L
TS
Ordering Code b R
SM200-TD2-1-18-50-d4 1 RO.5
SM200-TD2-1-18-55-d4 1 R0.5
SM200-TD2-1-18-50-d6 1 R0.5
SM200-TD2-1-18-55-d6 1 R0.5
SM200-TD2-2-16-50-d3 2 R1
SM200-TD2-2-16-55-d3 2 R1
SM200-TD2-2-16-50-d4 2 R1
SM200-TD2-2-16-55-d4 2 R1
SM200-TD2-2-16-50-d6 2 R1
SM200-TD2-2-16-55-d6 2 R1

@ IR ETF Stock
O BIRE Available Upon Order

123 4

S REE

Aluminium Alloys Copper Alloys

© BIE& Most Suitable () IE&Suitable

HEFFIHIZ R Cutting Parameters 3% P085

o 0 O 0 L L o O o O

T4k Workpiece Material

d2

0.95
0.95
0.95
0.95
1.95
1.95
1.95
1.95
1.95
1.95

5

a1
Zirconia

)\
O

L1

18
18
18
18
16
16
16
16
16
16

50
55
50
55
50
55
50
55
50
55

|lli!ﬂﬂh@u&g::l

HRCIRBRIES EP0428T See page 042 for guidelines to icons

) 421 continue

d DAk ES EE
Flute Figure No.  Stock
4 2 1 O
4 2 1 O
6 2 1 O
6 2 1 O
3 2 1 (]
3 2 1 ®
4 2 1 [ ]
4 2 1 O
6 2 1 ([
6 2 1 O
R AZETol
0.3<R<15 +0.007
unit (mm)
123 45
=P HAR/HEOE
HIRSA Titanium Alloys/Cobalt

Chromium Alloys

GESAC _ 069
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-TD2

27] K EMER Sk
2 Flute, Ballnose With Reduced Neck

S %
t,l _ _ ‘ Figl
[ Le
L1
L
: bg
"al - 7‘ - Fig2
7 Lc
L1
L
ITHS
Ordering Code b R
SM200-TD2-2-20-50-d3 2 R1
SM200-TD2-2-20-55-d3 2 R1
SM200-TD2-2-20-50-d4 2 R1
SM200-TD2-2-20-55-d4 2 R1
SM200-TD2-2-20-50-d6 2 R1
SM200-TD2-2-20-55-d6 2 R1
SM200-TD2-3-20-55-d3 3 R1.5
SM200-TD2-3-20-55-d4 3 R1.5
SM200-TD2-3-20-55-d6 3 R1.5

@ FTEETF Stock
O FFME Available Upon Order

123 4

a7 REE

Aluminium Alloys Copper Alloys

© BiE& Most Suitable () E&Suitable

HEFFIHIZ R Cutting Parameters 3% P085

070 _ GESAC

Lc d2
8 1.95
8 1.95
8 1.95
8 1.95
8 1.95
8 1.95
10 2.95
10 2.95
10 2.95

T#4kE Workpiece Material

5

Bkl
Zirconia

-
@

L1

20
20
20
20
20
20
20
20
20

50
55
50
55
50
55
55
55
55

M

|1lilﬂﬂhhu&@::l

HRICIRBRIES EP0428T See page 042 for guidelines to icons

) £2#0 continue

d TI% ES BT
Flute Figure No.  Stock
3 2 1 o
3 2 1 @
4 2 1 o
4 2 1 O
6 2 1 o
6 2 1 O
3 2 2 O
4 2 1 @)
6 2 1 O
R ~ETol
03<R<15 +0.007
unit (mm)
123 45
=aae HER/HEER
HIRSA Titanium Alloys/Cobalt

Chromium Alloys

SM200-TP2

27)FEk L
2 Flute, Ballnose With Reduced Neck

- bs
==
Ll
L
N
Ord;a?\g?code b R
SM200-TP2-1-4-45-d6 1 R0.5
SM200-TP2-1-6-45-d6 1 R0.5
SM200-TP2-1-8-45-d6 1 R0.5
SM200-TP2-1-8-50-d6 1 R0.5
SM200-TP2-1-10-45-d6 1 R0.5
SM200-TP2-1-10-50-d6 1 R0.5
SM200-TP2-1-12-45-d6 1 R0.5
SM200-TP2-1-12-50-d6 1 RO.5
SM200-TP2-1.5-10-45-d6 15 RO.75
SM200-TP2-1.5-12-45-d6 15 R0O.75

@ FEEF Stock
O FFE Available Upon Order

123 4

BaE WEE

Aluminium Alloys Copper Alloys

BIE& Most Suitable () i&&Suitable

HFFIIHIB L Cutting Parameters % P085

Lc

2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5

T {#4%F Workpiece Material

d2

0.95
0.95
0.95
0.95
0.95
0.95
0.95
0.95
1.45
1.45

5

Ealta:S
Zirconia

e m
h6 AlCTN m Ballnose

FRICIRBAIESEP0425T See page 042 for guidelines to icons

L d TIE E2E2

Flute Stock
45 6 2 O
45 6 2 O
45 6 2 O
50 6 2 ([ J
45 6 2 O
50 6 2 [ J
45 6 2 O
50 6 2 O
45 6 2 O
45 6 2 O

R ~ZETol

0.5<R<15 +0.007

unit (mm)

123 45

Het/HEaE
Titanium Alloys/Cobalt
Chromium Alloys
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HRSA
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-TP2

27] K EmER S
2 Flute, Ballnose With Reduced Neck

>
==
Ll
L
rEHe
Ord;a?\g?ode b R
SM200-TP2-1.5-12-50-d6 15 RO.75
SM200-TP2-1.5-14-45-d6 1.5 RO.75
SM200-TP2-1.5-14-50-d6 1.5 RO.75
SM200-TP2-2-5-45-d6 2 R1
SM200-TP2-2-8-45-d6 2 R1
SM200-TP2-2-12-45-d6 2 R1
SM200-TP2-2-12-50-d6 2 R1
SM200-TP2-2-14-45-d6 2 R1
SM200-TP2-2-14-50-d6 2 R1
SM200-TP2-2-16-45-d6 2 R1

@ FTEETF Stock
O FFME Available Upon Order

123 4

BaT WEE

Aluminium Alloys Copper Alloys

© #ES Most Suitable () 3&&Suitable

HEFFIHIZ R Cutting Parameters 3% P085

072 _ GESAC

Lc d2

1.45
1.45
1.45
1.95
1.95
1.95
1.95
1.95
1.95
1.95

T 4444 Workpiece Material

5

fE
Zirconia

L1

12
14
14

12
12
14
14
16

= @[] e
he Helix || Ballnose

HRICIRERIES EP0428T See page 042 for guidelines to icons

) £2#0 continue

L d 7% BT

Flute Stock
50 6 2 o
45 6 2 O
50 6 2 o
45 6 2 O
45 6 2 O
45 6 2 O
50 6 2 O
45 6 2 @)
50 6 2 o
45 6 2 O

R NZETol

0.5<R<15 +0.007

unit (mm)
123 45
e HAS/HEES
EJ'_’I“E?A” Titanium Alloys/Cobalt

Chromium Alloys

=4

SM200-TP2

27)FEk L
2 Flute, Ballnose With Reduced Neck

- >
° _ _ ‘ Le
Ll
L
155

Ordering Code b R
SM200-TP2-2-16-50-d6 2 R1
SM200-TP2-3-8-45-d6 3 R1.5
SM200-TP2-3-10-45-d6 3 R1.5
SM200-TP2-3-12-45-d6 3 R1.5
SM200-TP2-3-12-50-d6 3 R1.5
SM200-TP2-3-16-45-d6 3 R1.5
SM200-TP2-3-16-50-d6 3 R1.5

@ 1REE Stock
O FFE Available Upon Order

123 4

BaE WEE

Aluminium Alloys Copper Alloys

BIE& Most Suitable () i&&Suitable

HFFIIHIB L Cutting Parameters % P085

1.95
2.95
2.95
2.95
2.95
2.95
2.95

O SO NG Y O I NG N NG o)

T {#4%F Workpiece Material

5

Ealta:S
Zirconia

L1

16

10
12
12
16
16

e m
h6 AlCTN m Ballnose

FRICIRBAIESEP0425T See page 042 for guidelines to icons

) 4280 continue

L d TIE E2E2

Flute Stock
50 6 2 o
45 6 2 O
45 6 2 O
45 6 2 O
50 6 2 [ J
45 6 2 O
50 6 2 [ J

R NETol

0.5<R<15 +0.007

unit (mm)

123 45

Het/HEaE
Titanium Alloys/Cobalt
Chromium Alloys
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-RO2/R0O3 SM200-VH2/VH3

2/37]K kK 2/37] KKk
2/3 Flute, Ballnose With Reduced Neck 2/3 Flute, Ballnose With Reduced Neck
Fi21&%& Compatible Machine Fi#1&& Compatible Machine
= DWX50, DWX30, DWX51D o 5Axes, Wieland, Brux Zir, EzMill, Jensen
< < = }
-a] - f‘ — Figl -a] - | 1 Figl .
| i ¢ | | i e~ i m— D
L1 Y Ll - . 77‘"’
L L
< 0% 5 f & 0% o
ey =@l Une e e N =@l Une
— o h6 - Helix Ballnose ‘ Te h6 - J Helix Ballnose
Ll HRICIRERIES EP0428T See page 042 for guidelines to icons ; L1 HRCIRERIESEP0425T See page 042 for guidelines to icons
L L
IT5S TI%8 BS [EZE2 1T5S TIER Es EF
Ordering Code b R Le ge t L ¢ Flute  FigureNo.  Stock Ordering Code b R Le g2 L g d Flute  FigureNo.  Stock
SM200-R02-0.6-6-50-d4 0.6 RO.3 2 0.55 6 50 4 2 1 o SM200-VH2-0.6-7-40-d3 0.6 R0.3 2 0.55 7 40 3 2 1 o
SM200-R02-0.6-14-50-d4 0.6 RO.3 2 0.55 14 50 4 2 1 O SM200-VH2-0.6-11-40-d3 0.6 R0.3 2 0.55 11 40 3 2 1 @)
SM200-R0O2-1-16-50-d4 1 RO.5 6 0.95 16 50 4 2 1 o SM200-VH2-1-17-40-d3 1 R0.5 5 1.95 17 40 3 2 1 O
SM200-R0O2-1-20-50-d4 1 RO.5 6 0.95 20 50 4 2 1 o SM200-VH2-2-17-40-d3 2 R1 8 2.95 17 40 3 2 1 @)
SM200-R0O2-2-16-50-d4 2 R1 8 1.95 16 50 4 2 1 o SM200-VH3-1-16-40-d3 1 R0.5 5 1.95 16 40 3 3 2 o
SM200-R0O2-2-20-50-d4 2 R1 8 1.95 20 50 4 2 1 o SM200-VH3-2-17-40-d3 2 R1 8 2.95 17 40 3 3 2 o
SM200-R0O2-3-20-50-d4 3 R1.5 10 2.95 20 50 4 2 1 @)
@ FRAEETF Stock R AZETol
SM200-R0O3-1-16-50-d4 1 RO.5 6 0.95 16 50 4 3 2 O O EFiE Available Upon Order 03<R<1 +0.007
SM200-R0O3-1-20-50-d4 1 RO.5 6 0.95 20 50 4 3 2 O (mm)
unit (mm
SM200-R0O3-2-16-50-d4 2 R1 8 1.95 16 50 4 3 2 @)
SM200-R03-2-20-50-d4 2 R1 8 1.95 20 50 4 3 2 O
SM200-R03-3-20-50-d4 3 R1.5 10 2.95 20 50 4 3 2 @)
@ tREETF Stock R NETo|
O FBIME Available Upon Order 03<R<L5 +0.007
unit (mm)
T % Workpiece Material T 44k Workpiece Material
123 4 5 123 45 123 4 5 123 45
B N PN Py =a A HKEe/HEES 0. PSR e NN HKET/HEES B
A{umi{r?iu:lrr; Alloys Co {ﬂe‘?,ﬁo S Zﬁfgfa EJI—IIDEEAﬁ Titanium Alloys/Cobalt A{um'r?i:ln% Alloys Co {@ecrl/ﬁo S Zﬁiﬁ;i 'EI—IIMR?Aﬁ Titanium Alloys/Cobalt
E\ﬁj Y pp Y Chromium Alloys i Y pp Y Chromium Alloys %EE
S © ®i&& Most Suitable () 3F&Suitable © BiE& Most Suitable () 3&&Suitable @
HEFELIHIZS L Cutting Parameters 3% P085 HEFELIHIS L Cutting Parameters % P085
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-WIi2/Wi3 SM200-IM2/IM3

2/37] 3k ER 2/37] 5Tk R
2/3 Flute, Ballnose With Reduced Neck 2/3 Flute, Ballnose With Reduced Neck
1% Dedicated Devi
. V%E:;;% edicated Bevice o % F1%% Dedicated Device: 250i
< Iy = <
e = e — e =y -
£ : e = —
! LI *" Ll
L L
= 7 o ° ) ©
9 , ,‘ ; . =] g9) F3 ' von =201 U J = _ C R | @) F3 ' von =201 U
‘ ig2 li Helix | Ballnose ‘ & hé Helix " [l Ballnose
| L - L -
L1 HRICIRERIES EP0428T See page 042 for guidelines to icons Ll HRCIRERIESEP0425T See page 042 for guidelines to icons
L L
ITHS TI%8 BS [EZE2 1T5HS TIE BS E2E2
Ordering Code b R Le ge t L ¢ Flute  FigureNo.  Stock Ordering Code b R Le g2 L g d Flute  FigureNo.  Stock
SM200-WI2-0.6-7-40-d3 0.6 RO.3 2 0.55 I 40 3 2 1 o SM200-IM2-0.6-7-48-d3 0.6 R0.3 2 0.55 7 48 3 2 1 o
SM200-WI2-0.7-7-40-d3 0.7 R0.35 2 0.65 7 40 3 2 1 O SM200-IM2-0.65-12-48-d3 0.65 R0.325 2 0.60 12 48 3 2 1 O
SM200-WI2-1-17-40-d3 1 RO.5 5 0.95 17 40 3 2 1 O SM200-IM2-1-16-48-d3 1 R0.5 2 0.95 16 48 3 2 1 ([ J
SM200-WI2-2-17-40-d3 2 R1 8 1.95 17 40 3 2 1 O SM200-IM2-2-20-48-d3 2 R1 8 1.95 20 48 3 2 1 o
SM200-WI12-2.5-20-40-d3 2.5 R1.25 10 2.45 20 40 3 2 1 O SM200-IM2-2.5-20-48-d3 2.5 R1.25 9 245 20 48 3 2 1 ([ ]
SM200-WI3-1-17-40-d3 1 RO.5 5 0.95 17 40 3 3 2 o SM200-IM3-1-16-48-d3 1 R0.5 2 0.95 16 48 3 3 2 O
SM200-WI3-2-17-40-d3 2 R1 8 1.95 17 40 3 3 2 o SM200-IM3-2-20-48-d3 2 R1 8 1.95 20 48 3 3 2 O
SM200-WI3-2.5-20-40-d3 2.5 R1.25 10 2.45 20 40 3 3 2 o SM200-IM3-2.5-20-48-d3 2.5 R1.25 9 2.45 20 48 3 3 2 O
@ 1T ETF Stock R NETol @ 1EETF Stock R NETo|
O FBFE Available Upon Order 03<R<1.25 +0.007 O FBFNE Available Upon Order 03<R<125 +0.007
unit (mm) unit (mm)
TH#%L Workpiece Material T ¥ Workpiece Material
123 4 5 123 45 123 4 5 123 45
& Aluminium Alloys Copper Alloys Zirconia HRSA Attoy Aluminium Alloys Copper Alloys Zirconia HRSA Aoy £
é‘ﬁj Chromium Alloys Chromium Alloys ﬁac
S © 8BB4 Most Suitable () i&&Suitable © #&& Most Suitable () 3&&Suitable @
HEZELIHIZS 4 Cutting Parameters 3% P085 HEELIHIZ 4 Cutting Parameters 3% 085

076 _ GESAC GESAC _ 077
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-IM2/IM3

2/37J KBk
2/3 Flute, Ballnose With Reduced Neck

d2

L1

d2

S
Ordgi:_‘\g’zode b R

SM200-IM2-0.6-7-53-d6 0.6 RO.3
SM200-IM2-0.65-12-53-d6 0.65 R0.325
SM200-IM2-1-16-53-d6 1 R0.5
SM200-IM2-2-20-53-d6 2 R1
SM200-IM2-2.5-20-53-d6 2.5 R1.25
SM200-IM3-1-16-53-d6 1 RO.5
SM200-IM3-2-20-53-d6 2 R1
SM200-IM3-2.5-20-53-d6 2.5 R1.25

@ 1R EF Stock

O FEMMFE Available Upon Order

123 4

S EE

Aluminium Alloys Copper Alloys

o £

© &iE& Most Suitable () A& Suitable

HEFFLHIZ R Cutting Parameters 3% P085

078 __ GESAC

Figl

Fig2

Lc d2 L1
2 0.55 7

2 0.60 12
2 0.95 16
8 1.95 20
9 2.45 20
2 0.95 16
8 1.95 20
9 245 20

T ##4%} Workpiece Material

5

alEs
Zirconia

B i##1&# Compatible Machine
450i, 540i, DMG

e
=@l [~

HARICIEBAIESEP042TT See page 042 for guidelines to icons

AR Es E2E2

L d Flute  FigureNo.  Stock
53 6 2 1 O
53 6 2 1 O
53 6 2 1 o
53 6 2 1 ([ J
53 6 2 1 ®
53 6 3 2 O
53 6 3 2 O
53 6 3 2 O

R ~ZETol
03<R<125  +0.007
unit (mm)
123 45
HRSA

Chromium Alloys

SM200-Z12/ZI13

2/37J KBk
2/3 Flute, Ballnose With Reduced Neck

d2

Le

‘ Le

N
Ordgi?\g%ode b R
SM200-Z12-0.5-5-57-d3 0.5 R0.25
SM200-Z12-0.5-5-50-d6 0.5 R0.25
SM200-Z12-1-16-57-d3 1 R0.5
SM200-Z12-1-12-50-d6 1 R0.5
SM200-Z12-2-18-57-d3 2 R1
SM200-Z12-2-18-50-d6 2 R1
SM200-Z13-1-16-57-d3 1 R0.5
SM200-Z13-1-12-50-d6 1 R0.5
SM200-Z13-2-18-57-d3 2 R1
SM200-Z13-2-18-50-d6 2 R1

@ FREETF Stock
O FFME Available Upon Order

123 4

Sk REE

Aluminium Alloys Copper Alloys

© SiE& Most Suitable () E&Suitable
HEFFLHIZ R Cutting Parameters 3% P085

e

Figl

Fig2

Lc d2 L1
3 0.45 5
3 0.45 5
8 0.95 16
6 0.95 12
10 1.95 18
10 1.95 18
8 0.95 16
6 0.95 12
10 1.95 18
10 1.95 18

T 44k Workpiece Material

5

aEs
Zirconia

Hi#1&#& Compatible Machine
M1, M5

- \ — ———

@l Jee
h6 Helix Ballnose

HRCIRERIESEP0425T See page 042 for guidelines to icons

UAE: ES jEZc2

g d Flute  FigureNo.  Stock
57 3 2 1 O
50 6 2 1 O
57 3 2 1 O
50 6 2 1 (]
57 3 2 1 O
50 6 2 1 [ ]
57 3 3 2 O
50 6 3 2 O
57 3 3 2 O
50 6 3 2 O

R NETol
025<R<15  +0.007
unit (mm)
123 45
wEaE Hiamtom, Aﬁiﬁ/écé/ba\t
HRSA

Chromium Alloys

GESAC __ 079

o
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i

k

=
=
=

)




lev]

7

o=
€=

Sunn \

New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-ZI2

27)FEk L
2 Flute, Ballnose With Reduced Neck

= <
T - - o
‘ u/ ‘ Lc
L1
L
1155

Ordering Code b R

SM200-Z12-2-18-50-d6 2 R1
SM200-Z12-3-18-50-d6 3 R1.5

@ A ETF Stock

O FBIAE Available Upon Order

123 4

BT HEE
Aluminium Alloys Copper Alloys

O £35& Most Suitable () 5&&Suitable

HEFFLHIZ R Cutting Parameters 3% P085

080 _ GESAC

Lc d2
3 1.95
4 2.95

T ##4%} Workpiece Material

5

alEs
Zirconia

% Fi%&Dedicated Device

M1
= —
|y S ey
gsHAnK AICIN W -
hé 2 m Ballnose
HARICIEBAIESEP042TT See page 042 for guidelines to icons
K =
t L ¢ Flute Stock
18 50 6 2 @)
18 50 6 2 O
R AZETol
0.25<R<1.25 +0.007
unit (mm)
123 45
s HaR/mEAS
=l/m [ 3

HRSA

O

Titanium Alloys/Cobalt
Chromium Alloys

SM200-AM2/AM3

2/37J KBk
2/3 Flute, Ballnose With Reduced Neck

d2

e

==

Ll

d2

avavavavy ‘ Le
L1
L
1155
Ordering Code b R
SM200-AM2-0.6-7-47-d3 0.6 RO.3
SM200-AM2-1-17-47-d3 1 R0.5
SM200-AM2-2.5-17-47-d3 2.5 R1.25
SM200-AM3-1-17-47-d3 1 R0.5
SM200-AM3-2.5-17-47-d3 2.5 R1.25

@ tREETE Stock
O FFME Available Upon Order

123 4

BET e
Aluminium Alloys Copper Alloys

© SiE& Most Suitable () E&Suitable

HEFFLHIZ R Cutting Parameters 3% P086

Figl

Fig2
Lc d2 L1
2 0.55 7
6 0.95 17
9 2.45 17
6 0.95 17
9 245 17

T 44k Workpiece Material

5

aEs
Zirconia

=@l ] Laa
hé Helix Ballnose

HRCIRERIESEP0425T See page 042 for guidelines to icons

UAE: ES jEZc2

g d Flute  FigureNo.  Stock
47 3 2 1 [ )
47 3 2 1 O
47 3 2 1 O
47 3 3 2 ()
47 3 3 2 ()

R ANETol
03<R<125  +0.007
unit (mm)
123 45
=mas BRE/HEES
ﬁl—/lmR?AU Titanium Alloys/Cobalt

Chromium Alloys

GESAC __ 081




New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

SM200-AR2/AR3 SM200-AR2

2/37] 3Bk 27K FEKRL
2/3 Flute, Ballnose With Reduced Neck 2 Flute, Ballnose With Reduced Neck
‘ ey | R —
© — — — L Figl < —— ]
= e 5 E— ——————=
‘ LI L1
L
. L
® 3
Ty ~ @]~ Une =@l U
‘ \_[/‘— o '8 h6 - J m Ballnose hé m Ballnose
‘ L1 HARICIEBAIESEP042TT See page 042 for guidelines to icons HRICULBEIESEPO42TT See page 042 for guidelines to icons
L
T8RS TIE BS |22 i8S TIE E2E2
Ordering Code b R Le e L s d Flute  FigureNo.  Stock Ordering Code b R Le 4z L L g Flute Stock
SM200-AR2-0.6-13-50-d6 0.6 RO.3 2 0.55 13 50 6 2 1 O SM200-AR2-1-8-50-d6 1 R0.5 3 0.95 8 50 6 2 [ )
SM200-AR2-0.6-13-63-d6 0.6 RO.3 2 0.55 13 63 6 2 1 O SM200-AR2-1.5-10-50-d6 1.5 RO.75 3 1.45 10 50 6 2 @
SM200-AR2-1-16-50-d6 1 RO.5 6 0.95 16 50 6 2 1 [ ) SM200-AR2-2-12-50-d6 2 R1 3 1.95 12 50 6 2 [ )
SM200-AR2-1-16-63-d6 1 R0.5 6 0.95 16 63 6 2 1 O SM200-AR2-3-14-50-d6 3 R1.5 2.5 2.95 14 50 6 2 o
SM200-AR2-2-20-50-d6 2 R1 8 1.95 20 50 6 2 1 [ ) B
@ ITEETF Stock R ~ZETol
SM200-AR2-2-20-63-d6 2 R1 8 1.95 20 63 6 2 1 O O EEFi%E Available Upon Order 03<R<15 40007
SM200-AR3-1-16-50-d6 1 RO.5 6 0.95 16 50 6 3 2 O )
unit (mm
SM200-AR3-1-16-63-d6 1 R0.5 6 0.55 16 63 6 3 2 O
SM200-AR3-2-20-50-d6 2 R1 8 1.95 20 50 6 3 2 O
SM200-AR3-2-20-63-d6 2 R1 8 1.95 20 63 6 3 2 O
@ 1REETF Stock R NETol
O FEMME Available Upon Order 03<R<L5 40.007
unit (mm)
T 444 Workpiece Material T4k Workpiece Material
123 4 5 123 45 123 4 5 123 45
B N A (e VPN HKEs/BHEEE PN =4 = NN Het/HEaE B
£ AlumirTiLTrT% Alloys Co {mecrl/ﬁo S Zﬁ!ﬁ;?ﬁa 'E]I—/imREAﬁ Titanium Alloys/Cobalt Alumi{r??n%,/\llo S Co %ﬂe:rlA\%Ho S Zﬁcﬂéfa EJ}—/ID;SDAg Titanium Alloys/Cobalt £
é‘ﬁj Y pp Y Chromium Alloys Y PP Y Chromium Alloys ﬁac
E e) —
5 A </ §
= © HEE Most Suitable () &5 Suitable &4 Most Suitable () i&&Suitable @
HFEFLIHISH Cutting Parameters 3% P086 HFEIHIZ 4K Cutting Parameters % P086

082 _ GESAC GESAC __ 083
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Application cases

AW XAEMT

Zirconia denture Machining

I=EiAp=]
JIRES SM200-TD2-2-16-50-d3
Type
BE
7?1,\¥M R1*8*16*50*d3
Size
NItk 014
Workpiece Zirconia
TIHIRE .
Cutting Speed 132m/min
HARE .
Feed Rate 1100mm/min
RULVEE alizeai
Cutting Method Profiling
tIHIE B ~
Cutting Depth ap=0.Imm, ae=0.6mm
REAEI Fzt

Cooling Method Dry Cutting

084 _ GESAC

Company A

SM200

500 550 600 650 700 750 800 850 900 950 1000 1050 1100

Work-piece(pcs)

HEFTHI S

Recommended Cutting Data

SM200-TD2
A EFor Zirconia — Ak Profiling

JIHIE
TR 7
Workpiece Material Cuttl(rgﬁ%epth

m ek ap=0.05D
Zirconia 20-0.3D

SM200-TP2
& ®For Titanium Alloys —{AFE%E Profiling

TIHIE
TR /
Workpiece Material Cuttl(rgngnlw))epth
Has ap=0.05D
Titanium Alloys 260.3D

72
Tool Diameter
(mm)

R
(min-1)

HBRE
(mm/min)

UakES
Tool Diameter
(mm)

IR
(min-1)
HATRE
(mm/min)

SM200-RO2/RO3/VH2/VH3/WI2/WI3/IM2/IM3

AfvEsFor Zirconia — A%t Profiling

oy JIHIE
TRt 7
Workpiece Material CUtt'(':T%mepth

m T ap=0.0D
Zirconia 26=0.3D

SM200-Z12/Z13

T2
Tool Diameter
(mm)

iR
(min-1)
MERE
(mm/min)

ffbEs. EE®For Zirconia, Titanium Alloys —— A28t Profiling

TIHIE
TR ;
Workpiece Material Cuttzrr%gnlq))epth
AU 2p=0.0D
Zirconia 26-0.3D
Hae ap=0.05D
Titanium Alloys 26=0.3D

T
Tool Diameter
(mm)

IR
(min-1)
HERE
(mm/min)
L2 35
(min-1)
HATRE
(mm/min)

New Cutting Tools Products

0.6

40100~43800

430~470

37900

860~1150

0.6

26800~29200

320~350

23000~25600

460~510

34500~38300

760~840
15
30600 23700
1390 1080~1430
1

23000~25600

460~510

18300

730

18300

690~920

20198718 7] &3 am

27300

1200

15800

1430

18300

730

12200

920

GESAC __ 085

o

7
Hl
=
5




G-PAK19.1

HEFYIHI S8

Recommended Cutting Data

SM200-AM2/AM3
AW EFor Zirconia — AL Profiling
TIHI= DAEES
THMRt Z )
Workpiece Material Cuttl(rr%gnlw))epth Tool(laql?nrr;eter 0.6 1
ap=0.05D R 26800~29200 23000~25600
m Zgwggg (min-1)
RallcL
reonia ae=0.3D (ﬁfgﬁﬁ%) 320~350 460~510
SM200-AR2/AR3
SfvEs. & =For Zirconia, Titanium Alloys — AL Profiling
TIHI= DAKES
TR ? g
Workpiece Material Cuttl(rrwngn?)epth Tool(%;?nn)weter 0.6 1 15 2 3
ap=0.05D R 26800~29200 | 23000~25600 - 18300 -
m Ffs : (min-1)
s min
reonia ae=03D (ﬁﬁﬁ}fﬁ’% 320~350 460~510 - 730 -
_ iR
B Gan ap=0.05D R - 29200 23600 | 18300 | 12200
Titanium Alloys ae=0.3D (ﬁﬁ?ﬁﬁ) - 550~7440 890  690~920 920

1. 15RIETI AR SRS N B9HLARA TIR.
Please select the stable machine and holder according to tool type.

2. BIRIETIHIRE. RENEFE RS Y ERERMNELEE,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3 ERBRBIABKANERAMFUTHATITN, MRDESKEK, MINZ=ERE, W, BEYARER, HARENTIRE. —— Vo —_—
The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ). SS6OO = g% + {lXI u | \ ! { ’ ,
When the tool overhang length is longer, please adjust the speed,feed and cutting depth. I ] 2

SS600 Endmills for High Strength Steels

¢ EATNISREN. UEBtAER. Ke2%,
Suitable for processing high strength steel, precipitated hardened stainless steel, titanium alloy, etc.

& HEIILREME, TORES, WA
Excellent slot milling performance, high edge strength.

lev]

7

o=
€=

& FEERAFDEIRT, THEEREE,

Variable helix and differential flute pith design,stable cutting process.

Sunn \

& PMEIAREELT, BERSNEEEES,.
Parabolic chip groove with excellent chip removal capability.

086 _ GESAC
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SS600-54

4 7]k
4 Flutes Square

SN B

Ord;—rji%,f‘g%:ode D Le
SS600-S4-04011 4 11
SS600-S4-64011 4 11
SS600-S4-06016 6 16
SS600-S4-08020 8 20
SS600-S4-10025 10 25
SS600-S4-12026 12 26
SS600-S4-16032 16 32
SS600-54-20038 20 38
@/E7F Stock OFEFNAE Available upon Order
T ##4%} Workpiece Material

P m I3

1234 5 123 123
wmW. =W a2l p—
Carbon Steels, Alloy Steels Alloy Steels Staiﬂe::mSteel Ca%‘i%on
<35HRC <48HRC
© Bi&& Most Suitable () 3&&Suitable

HEFFIHIZ R Cutting Parameters 3% P092

088 _ GESAC

<=9 L U

HARICIEBAIESEP042TT See page 042 for guidelines to icons

ar

L e e

50 4 [ ]

50 6 o

50 6 o

60 8 o

75 10 o

83 12 o

92 16 o

100 20 o

D AZETol

b<12 303
D>12 Soa

Efifunit (mm)

123 4
BREEE KEE
HRSA Titanium Alloys

SS600-R4

47 Rk
4 Flutes Corner Radius

1S
Ordering Code

SS600-R4-04005
S5S600-R4-64005
55600-R4-06005
S5S600-R4-06010
55600-R4-08005
5S5600-R4-08010
SS600-R4-10005
SS600-R4-10010
SS600-R4-12005
SS600-R4-12010
SS600-R4-16010
SS600-R4-16020
SS600-R4-20010
SS600-R4-20020

@/%E7F Stock OFETIRE Available upon Order

1234 5

BN, aEW aEW
Carbon Steels, Alloy Steels Alloy Steels
<35HRC <48HRC

O O
& )

© BiE& Most Suitable () E&Suitable

HEFFHIZ R Cutting Parameters 3% P092

© o o o b~ b

10
12
12
16
16
20
20

New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

k‘ | .' \a § 3
=Bl UL L

FRICIRBAIESEP0425T See page 042 for guidelines to icons

R Le L d =
0.5 11 50 4 o
0.5 11 50 6 (]
0.5 16 50 6 (]

1 16 50 6 (]
0.5 20 60 8 (]

1 20 60 8 (]
0.5 25 75 10 (]

1 25 75 10 (
0.5 26 83 12 ®

1 26 83 12 (]

1 32 92 16 ®

2 32 92 16 (

1 38 100 20 (]

2 38 100 20 (]

D AZTol
bs12 803
D>12 Soa

gfirunit (mm)

T ##4%} Workpiece Material
123 123 123 4
TEEW ek BRERAE RE®
Stainless Steel Castiron HRSA Titanium Alloys

GESAC _ 089
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SS600-B4

47)Kk
4 Flutes Ball Nose

1S
Ordering Code

55600-B4-06012
55600-B4-08014
55600-B4-10018
5S5600-B4-12022
55600-B4-16030
SS600-B4-20030

@/E7F Stock OFEFIE Available upon Order

1234 5
BN, 5 a2l
Carbon Steels, Alloy Steels Alloy Steels
<35HRC <48HRC
@ @)

© #iE& Most Suitable () 3&&Suitable

HEFFIHIZER Cutting Parameters 3% P093

090 _ GESAC

10
12
16
20

R Lc
3 12
4 14
5 18
6 22
8 30
10 38
T ##4%} Workpiece Material
123 123
it ik
Stainless Steel Castiron

=i =M =S AS ]

HARICIEBAIESEP042TT See page 042 for guidelines to icons

L d &

50 6 O
60 8 O
75 10 O
75 12 O
100 16 O
100 20 O

R NETol

R=3 +0.020

&fizunit (mm)

123 4
BREEE KEE
HRSA Titanium Alloys

A
©)

PN 24

Application cases

ZZf5]: SS600-B4Z Y

Case: SS600-B4 Endmills for Machining Groove Of Hinge Plate

INTA%
Workpiece Material

R
Speed

HARE
Feed Rate

TIHIA
Cutting Method

TIRE
Cutting Depth

RHAT
Cooling Method

ISR IEIN T

SS600-B4-12022

R6*22*75*d12

15-5PH

475RPM (18m/min)

47.5mm/min (0.025mm/z)

i7 Profiling

ap=4.5mm, ae=3mm

AR N2
Emulsion,External Cooling

New Cutting Tools Products

Company A

GESAC

2 4 6

Processing Quantity (pcs)

20198718 7] &3 am
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

N N7 3, \ N7 g
HEFTIHIZE a. HEEFTIRISE
Recommended Cutting Data _ Recommended Cutting Data a
o dp
SS600-S4/R4 -
=58 For High Strength Steels——1ll#ESide milling SS600-B4
EsaE#For High Strength Steels — A& #Profiling
S IR ; o LIHINRE ;
oy TIRE ; DALES 15 RE ; 7z
I.{BFMM ) Cutting Depth C Ui Tool Diameter 4 6 8 10 12 16 20 I.#Mﬂ - Cutting Depth Lt Tool Diameter 6 8 10 12 16 20
Workpiece Material (mm) Speed i il Workpiece Material (mm) Speed o
(m/min) (m/min)
R R
R ap<1.5D Speed 6730 4245 3185 2545 2020 1590 1275 RE ap<0.2D Speed 5300 3980 3180 2650 1990 1590
N (min-1) Nk (min-1)
. 80 min A 100
M stanless (60-110) | mzameE M stainless (80~120) | mameE
ae<<0.25D Feed Rate 510 510 510 510 485 445 430 ae<<0.2D Feed Rate 1100 1100 1080 1050 1030 1020
(mm/min) (mm/min)
iR R
PPN ap<1.5D Speed 4780 3185 2390 1910 1590 1195 955 PPN ap<0.2D Speed 3715 2785 2230 1860 1390 1110
AESE 60 (min-1) e 70 (min-1)
E Tiﬂg‘yusm (40~100) SRS Tl/izljtwsm (60~80) HEGRE
2e<0.25D Feed Rate 285 320 335 354 350 310 305 2e<0.2D Feed Rate 670 610 535 480 445 352
(mm/min) (mm/min)
de
ar
SS600-S4/R4
=580 For High Strength Steels——1&%% Slotting
= YIHIRE .,
| YIRE - 7z
IR | cutting Depth| CUtiN8 | 100l Diameter | 4 6 8 10 12 16 20
Workpiece Material (mm) Speed (mm)
(m/min)
IR
e ap<1.5D Speed 4775 3185 2390 1910 1590 1195 955
R 60 (min-1)
M Stigjss (50~70) BHATRREE
ae<1D Feed Rate 285 320 335 345 350 310 305
(mm/min)
R
ap<1.5D Speed 3185 2120 1590 1270 1060 792 635
T?Kéﬁ ’ 40 i)
B Aoy (30-60) | e
ae<1D Feed Rate 190 190 190 200 210 190 190
B (mm/min)
o
Hl
=
g
(6}
GESAC __ 093

092 _ GESAC




STB200#EEIXKIL3ET]

STB200 Taper Ball Nose

ERAMAEMNFRFEINTI. BT,
Suitable for semi-finishing and finishing of blisk and blade.

HEBTISITRNEGIT, EEARMINLI,
Suitable for large suspension processing.

KABATHE G NS HERTRPRFE, MELS, MIRE.
Ultra-fine cemented carbide and special coating, high wear resistance, longer tool life.

BREBEE, EAFEEEL00Imm, HERELS,
High precision profile, Radius tolerance£0.01mm, Taper tolerance=®3'.

STB200-TB24

AT)HEEIRK IR T)
4 Flutes Taper Ball Nose

5SS -
Ordering Code
STB200-TB24-04002006 2
STB200-TB24-06002008 2
STB200-TB24-08002012 2
STB200-TB24-10002014 2
@/E7F Stock OFEFNRE Available upon Order
1234 5
. aEW Exai
Carbon Steels, Alloy Steels Alloy Steels

<35HRC <48HRC

O

© IRiEA Most Suitable () i&&Suitable

HEFFLIHIB K Cutting Parameters 3% P098

R Lc
2 10
3 10
4 15
5 20
T ##4%} Workpiece Material

M

123

W
Stainless Steel

©)

20194 1K T B 7=

]
4" AITIN m Ballnose

FRICIRBRIESEP0425T See page 042 for guidelines to icons

2
L d Stock
80 6 O
80 8 O
100 10 O
120 12 O
AZETol
R +0.01
a +3

Bizunit (mm)

123 4
BRAE HeE
HRSA Titanium Alloys
O ©)

GESAC __ 095

o

o
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New Cutting Tools Products [RISKISITIEN DRI, iTaadcrs

STB200-TB34

ATJHEEIKA LT T]
4 Flutes Taper Ball Nose

155
Ordering Code

STB200-TB34-03003006
STB200-TB34-04003006
STB200-TB34-05003008
STB200-TB34-06003010
STB200-TB34-08003012

w W w w w w

STB200-TB34-10003016

@/%E7TF Stock OFEFARE Available upon Order

1234 5
. 2w AT

Carbon Steels, Alloy Steels Alloy Steels
<35HRC <48HRC

© &i&A Most Suitable () @& Suitable

HEFFIHIZER Cutting Parameters 3% P098

096 _ GESAC

R Lc
1.5 10
2 10
2.5 10
3 10
4 15
5 20

T {44% Workpiece Material

M

123

il
Stainless Steel

®)
&

| @A | s |25
{4.4 ATN S s

HRICIRERIES EP0425T See page 042 for guidelines to icons

e
L d Stock
80 6 O
80 6 @)
80 8 O
100 10 @)
120 12 @)
120 16 O
RETol
R +0.01
a +3'
&fizunit (mm)
123 4
BReE HKE®
HRSA Titanium Alloys

=

Application cases

225l STB200-TB241A A& T
Case: STB200-TB24 Profiling machining

JTIRES
Type

TIEME
Size

INITAEL
Workpiece Material

R
Speed

HARE

Feed Rate
IR
Cutting Method

TIRE
Cutting Depth

REAAR
Cooling Method

I3 R
Result

STB200-TB24-06002008

R3*2°10*80"d8

GH4169

1600RPM (30m/min)

128mm/min (0.02mm/z)

Wlig
Profiling

ap=0.48mm, ae=0.8mm

Ak N2
Emulsion, External Cooling

STB200& 5|7 E BB RiFaIHAIEREE
77, BRSO ER %R,

STB200 series endmill has excellent
crack resistance and wear resistance.

VB (mm)

—&— GESAC company A

0.25

0.2

0.15

0.1

4 6 8 10 12 14

Company A

After cutting 8m
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HEEYIRIZE MR TR A Z

Recommended Cutting Data Processing Solution for Blisk
de

STB200 d

#E DKk Taper ball nose——1{H & HiProfiling

| R RSN T
THHR IRE TR 7iE | Blade Semi-finishing
; : Cutting Depth | Cutting Speed = Tool Diameter 3 4 5 6 8 10 !
Workpiece Material > |
(mm) (m/min) (mm) |
R : SN200EKK5%T]
ap<0.2D Speed 10600 | 7960 | 6370 = 5300 & 3980 3180 ! SN200 Series Ball Nose Endmill
THEN 100 (min-1) !
M 000 s B
2e<0.2D Feed Rate 1160 1020 | 1020 1100 1100 | 1080 |
(mm/min) | . N
: | STB200#EEIKK L #5T)
i sy ‘ ; ,
ap<0.03D Speed 3715 | 2785 2225 1855 | 1390 | 1115 e FE | STB200 Series Taper Ball Nose Endmill
mROS 35 (min-1) Roughing | | &
HRSA (25~45) HHAERE : ! (
2e<0.03D Feed Rate 295 245 230 220 220 265 ; ! '
(mm/min) | !
B ik SNR300% 7] IAIL 3 7] :
ap<0.2D Speed 7430 5570 4450 3715 2785 | 2230 SNR300 Series Roughing Endmill for Slotting l
b= 70 (min-1) . |
Titanium Alloys (60~80) BHAERE . ‘
ae<0.3D Feed Rate 740 670 715 | 670 @ 610 | 535 L i
(mm/min)

S AT MVAZ YN
Endmill for Trochoidal Milling

r., v N
- - m

k7]
Endmill for Plunge Milling

MR, REREHFINT
Blade and Hub Finishing

STB200%EEIRK I FET]
STB200 Series Taper Ball Nose Endmill

B B
i BT
£l Barrel Endmill

Sunin \ =g

Sunn \

098 _ GESAC GESAC __ 099
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+ FRILEEHDL + fEREEFL
SEBAT #kPa X RIS AR ER 158 5 (4E kP 0))21095 HALBEOXHEFEAT LX) ER 1257 S5 0BEE1304-13075
EXZREIE: +86-21-81113801 BEZEIE: +86-592-7306375
+ EILEEAFL + EEEBEEFPL
FEHIE X BRI EEPRE6-71015 [T ARBAETKREAVMAESKERNDIX49AS
BXZREBIE: +86-592-7310923 BEXZEE: +86-769-88087311
+ EFRIZEFL + FAEEEFL
BEmE B M ELRER AT R A SEDIR6105S a) || AR T 4 X B Fa B B K [E PR8AR2 2 758025
EXZREBIE: +86-592-7310912 BEZEIE: +86-28-86198286
E&ERHaEERAE

ik FREE TR X EREIS
Ttk AEE IR TESRXEMK1601-16295 \AVYAVYA g esac.com.cn
EBiE: +86-592-7107392

fEH: +86-592-7107322

e o0 400-998-6858 )

. gesac@cxtc.com

BST201904c




