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About GESAC

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

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

GESAC owns four production headquarters and one national level research center domestically,and three sales branches and one
production base overseas. We undertook and completed several development programs independently, including the “National
Science and Technology Support Programs” , the “National Torch Program Projects” , and the “National Key Projects” and
so on. GESAC was awarded as "Key Enterprise for Strategic Emerging Industry ", “Innovative Enterprise" and "Enterprise with
Advanced Technology ".

2009year
©)
Tong’an )
= Tong'an Plant in 2009
t Carbide Rods & Cutting Tools Plant
1998year
O . .
Jimei Plant in 1998 ~Jimei
Tungsten Powder & Carbide Plant ‘
2006year g Huli :
) . N Wuyuanwan
. : Haicang ,
Haicang Plant in 2006 :
Tungsten Powder Plant ‘ /
2008year
1989year o
©)

Wuyuanwan R&D Center in 2008

Huli Plant in 1989

Administrative Headquarters

"Eoe

Q GESAC Facilities



Product Chain

GESAC has a complete tungsten product chain from tungsten ore to tungsten powder, cemented carbide

products and cutting tools.
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MILLING | Indexable Milling Cutter

ISO Milling Indexable Inserts Identification System

Symbol| Shape |CornerAngle Figure Symbol | Relief Angle Tolerance (mm) Tolerance(inch)
o o Symbol
H Hexagon 120 O A E) 2 corner | thickness | I.C.Size Corner | Thickness | I.C.Size
B 5 HoEnt ) @d) | Mo s @d)
o Octagon 135° O (m (m
C 7 + + + + + +
P Pentagon 108° O A +0.005 = +0.025 = +0.025  +0.0002 +0.001 +0.001
D 15° F +0.005 = +0.025 = +0.013 = +0.0002 +0.001 +0.0005
S Square 90° [] E 20° C +0.013 = £0.025 = £0.025  +0.0005 +0.001 +0.001
T Triangle 60° /\ B 250 H +0.013 = £0.025 = +0.013 | +0.0005 +0.001 +0.0005
C 80° G 30° E +0.025 = £0.025 = £0.025 +0.001 +0.001 +0.001
B) 550 . o G +0.025 +0.13 +0.025 +0.001 +0.005 +0.001
5 +0.05~ +0.002~
E 75 + + + +
: Rhombic o ] s 1 J +0.005 = *0.025 4015 +0.0002 +0.001 40,005
+0.05~ + ~
M 86° 0 Others K #0013 40025 G900 #0005 | #0001 | GoorE
v 35 +0.05~ +0.002~
L +0.02 +0.02 o +0.001 +0.001 o
W Trigon 800 Q 0.025 0.025 +0.13 0.00 0.00 +0.005
+0.08~ +0.05~  +0.003~ +0.002~
L Rectangle 9 [] i’ Mo Thoas O3 Goq3 kooor | FO005 Tigo0s
A 85° +0.08~ +0.05~  +0.003~ +0.002~
+ +
B Parellelogram 82 | [ N do1s TO0B 0 Tioq3 0 kooor TO00L Tig00s
K 55° +0.13~ +0.08~  +0.005~ +0.003~
U +0.13 +0.005
R Round — O @Relief Angle Symbol +0.38 +0.25 +0.015 +0.01
(®Shape Symbol (3Tolerance Symbol
| o |
@cChipbreaker /Hole Symbol (®Cutting Edge Length Symbol(ISO)(mm)
Hole .
Symbol Hole Chipbreaker Shape S
4 shape P P @ @ /@ A _@ g @ 1.C.Size
; (mm)
N Without ]\ Symbol Length Symbol Length |Symbol Length Symbol Length Symbol Length Symbol Length Symbol Length Symbol Length
R Withowt —  SNEE oy 03 1397 03 40 06 69 | 4 48 3.97
E D:igglde- — 04 476 04 48 08 82 5 58 4.76
A Without [T ] \_I1/ 05 556 05 56 03 38 09 96 6 68 5.56
: Single- 06 6 - - - - - - - = = = = - = = 6
M With Hole H FITANYIIY
DS' Ef 06 635 06 65 04 43 11 11 7 | 7.8 11 112 6.35
G Thed | EIT= 07 794 08 81 05 54 13 138 9 97 7.94
w Withhole Without (T J~17 @ 8 |~ -~ - - e e e 8
candone L | 09 9525 09 9525 09 | 97 06 65 16 165 11 116 16 166 16 19.7 9.525
T a060 Sngle PITINITY 10 10 - -~ o~ e e e e e e - 10
Q  with Withhole without| [T 12112 -] -] |=-]~]~-]~-]~]=-]~~]~]~]~]-]1
and two 12 127 12 127 12 129 08 87 22 22 | 15 155 22 |22.1 12.7
countersinks pouble-
u 40°~60° " “gided 0Ooa 15 15875 15 15875 16 161 10 109 27 275 19 194 15.875
B With hole | Without [T I/ 16 | 16 | = | = | = | = | = | = | = | | | | 16
candone Sinel 19 19.05 19 19.05 19 193 13 13 | 33 | 33 | 23 233 19.05
H 70~90° | pg FITANITY | 20 0 20 - | | o« e | e 220
c Withhole Without| I 22 02205 22 226 38 385 27 271 22.225
an wok 25 | 25 - -- - -- -- - -- -- - -- - -- - -- 25
J countersinks Double-| gy 25 254 25 254 25 |258 44 | 44 [ 31 | 31 254
31 3175 31 3175 32 322 55 55 38 388 31.75
X | = - - 3T 7 S e i o L L e T
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Indexable Milling Cutter | MILLING

Insert Shape:H,0,P,S,T,C,E,M,W,R
Tolerance ofI.C.Size(@d) ~ Tolerance of Corner Tolerance ofI.C.Size(@d)  Tolerance of Corner
.C.Size (mm) Height(m)(mm) I..C.SLze (mm) Height(m)(mm)
(mm) ClassdK, | ClassU lessJ,K, Class U (inch) lessJ,K, Class U lessJ,K, Class U
6.35 0.250
+ + + + + + + +
9.525 +0.05 +0.08 +0.08 +0.13 0375 +0.002 +0.003 +0.003 +0.005
12.7 +0.08 +0.13 +0.13 +0.2 0.500 +0.003 +0.005 +0.005 +0.008
15.875 0.625
+0.1 +0.18 +0.15 +0.27 +0.004 +0.007 +0.006 +0.011
19.05 0.750 Symbol Thickness
25.4 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 +0.010 +0.007 +0.015 Y (mm)
1.7 1.2
3L75 +0.15 +0.25 +0.2 +0.38 50 +0.006 +0.010 +0.008 +0.015 01 159
32 1.260 T1 1.98
02 2.38
T2 2.78
Insert Shape: D Insert Shape: V 03 3.18
Inscribed Circle Size | Tolerance of I.C.Size Tolerar;{ce of Corner Inscribed Circle Size | Tolerance of I.C.Size Tolerance of Corner 3 3.97
eight eight 04 476
mm inch mm inch mm inch mm inch mm inch mm inch 05 556
6.35 0.250 +0.05 +0.002 +0.11 +0.004 6.35 0.250 +0.05  *£0.002 *0.15 =+0.006 06 6.35
9.525 0.375 +0.05 +0.002 +0.11 +0.004 9.525 0.375 +0.05  *£0.002 *0.15 =+0.006 07 7.94
12.7 0.500 +0.08 = £0.003 +0.15 +0.006 12.7 0.500 +0.08  £0.003 *0.20 =+0.008 09 9.52
15.875 0.625 +0.10 +0.004 | *0.18 +0.007 15.875 0.625 +0.10 *£0.004 =*£0.27 @ =*0.011 ©Thick s b l
19.05 | 0750 | *0.10 | +0.004 | £0.8 | £0.007 | 1905 | 0.750 +0.10 | £0.004 0.7 | *0.011 [ckness Symbo

|
|
L ©) L (©) L ©) I ©) L ©

06 AN E N - GM
04 MO - MM

L ©) L (©) L ©) (

D'Thﬁg;if,'i%aeldDé?nger of @Wiper Angle or Nose Radius (®Major Cutting Edge (@Chipbreaker Symbol
S. Insert Thickness ! L Symbol  Description Shape Symbol I\Cﬂgﬁzli?ilgr%
Enteri X
Leading Fhvge” aigae comerke 6L General ITIghtin g
M.See Fig. Angle F Sharp Edge E Cutting
R oM General Medium
£ .
0o | ! E R-Honed D Cutting
£ Relief GH General Heavy
_ Symbol APProach Cg(titigg Symbol  AN8le | sympol COrner: Li hC(L;Jtt“?g f
A~ Y Angle ge 1>y of Y Re(mm) T Chamfer } PL ight Cutting for
(.W Angle Wiper Steel
i Medium Cutting for
NS A 45° 45° A 3 Mo  Sircular Chamfer and PM Steel s
inserts S R-Honed
% D 30° 60° B 5° 00 0.03 PR RoughSCuttling for
& £ w = ¢ r 02 02 ©®D Mediumt:lftting for
o o o irection
N F 5 85 D I 04 | 04 KM Cast Iron
P 0 %0 E 20 08 08 Symbol  Hand Shape kr | Rough Cutting for
z Others F 25° 12 1.2 Cast Iron
i G 30° 16 1.6 . T Medium Cutting for
T w18 gy RS Mmot
| P 11° 2 24 Cﬁ@ w* Wiper Cutting
{ ] | L Left Lighting Cutting for
z Others ;i ;i NL/AL Nonferrous Metal
N Neutral % """
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MILLING | Indexable Milling Cutter

Milling Cutter Holder Identification System

MF A 1 45 - 160 R

L ©) L@ I ©) B (©) L © I ©

®Milling Tool Type @Series Number @Lead Angle ®Cutting Direction
Mg General Face 45 ‘ 45=45° R Right Hand
Face Milling
Milling . Tangential Face L Left Hand
Milling ’7
ME Genera! S_houlder
Srl\)l?llljilr?er Milling ®Serial Number ®Cutting Diameters ‘
& MH Helical Milling i
o Roughbprofe 1 First 160 160=160mm
Pr.oflle Milling 2 Second
Milling MB | Ball Nose Milling
Slot MS Side and
Milling Face Milling

MK | High Feed Milling

Others  MC = Chamfer Milling

MX | Special Milling
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Indexable Milling Cutter | MILLING

09 C 40 (T) S E 13 (M)

@ch @Ech Eeh E°h Ech Ech . «@»

@No. of teeth (®Coupling Size @Inse;t‘n(élleearance @@Body Length
09 9 40 40=40mm N 0° S Short
| ‘ B 5° M Normal
C T° L Lon
®Type of Coupling (ONeck type &
P 11°
A AType T ‘ Cone Neck
D 15°
B B Type
‘ E 20°
C CType
& F 25°
D D Type @Insert Shape
Threaded o .
M Interface Vv 35°Rhombic .
P Straight Shank D 55°Rhombic BCutting Edge Length
W | Weldon Shank C 80°Rhombic 13 ‘ 13=13mm
BT BT Type S Square
HA  HSK-AType T Triangle
R Round
L Rectangle
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MILLING | Indexable Milling Cutter

Series Introduction

Face Milling Series

ODK(M)T

Positive eight edges 43°face milling
ODK(M)T insert+MFA143 cutter holder

® Positive insert with eight edges, high economical efficiency
eThe insert is with wiper design, suitable for finishing machining
e Suitable for finishing and semi-finishing machining of steel, cast
iron and aluminum alloy

SEE(M)T

Positive four edges 45°face milling
SEE(M)T insert+MFA145 cutter holder

eSingle-face positive insert with four edges various breaker designs
e The insert is with wiper design, suitable for finishing machining

e Suitable for finishing and semi-finishing machining of steel, cast
iron and stainless steel

SNE(M)U

Negative eight edges 45°/75°/88° face milling
SNE(M)U insert+MFB145/245/275/288 cutter holder

e Theinsert is with thickening double face negative eight edges
design, good strength, stable processing
® There are different cutting edge angles of 45°/75°/88°/ R radius
eThere are sparse teeth,dense teeth and super dense teeth for
choice. Suitable for different cutting conditions
® MFB145 series is with Shim to protect the cutter holder
e Suitable for the semi-finishing and roughing face milling of steel
and castiron

Q@M e New cutter with an uneven pitch of teeth meets requirements in
different applications

008 _ GESAC




Indexable Milling Cutter | MILLING

Series Introduction

Face Milling Series

HNE(M)X

Negative twelve edges 60° face milling
HNE(M)X insert + MFB160/MFB260 Cutter Holder

e Double-sided negative 12-edged insert design for cost effective and
strength, for machining cast iron materials

® The MFB160 has an adjustable mechanism to ensure surface quality
® The MFB160 is available with a choice of sparse and dense teeth to
cope with different cutting conditions

® Mainly used for roughing to finish machining of cast iron materials

HNGU =0

Negative Twelve Edges 15°/45°/60° Face Milling
HNGU inserts + MFC115/ MFC145/ MFC160
/ Cutter Holders

® Double-side with 12 cutting edges achieving cost effective. @
® The sectional cutting edge design for the inserts which make the insert

is matched with 3 different entering angle holders.

® Have both Sparse pitch and dense pitch available, suitable for all kinds

of machining requirement.

e Suitable for roughing and semi-finishing of steel, stainless steel and

castiron.

GESAC _ 009




MILLING | Indexable Milling Cutter

Series Introduction

Shoulder Milling Series

APM(G)T

Positive two edges shoulder milling
APM(G)T insert+MEA190 cutter holder

eThere are many geometries available, suitable for different
cutting condition

e There are geometries for aluminum alloy, suitable for
machining of aluminum alloy

eSuitable for roughing machining of steel, stainless steel, cast
iron and aluminum alloy

APK(E)T

Positive two edges shoulder milling
APK(E)T insert+MEB190/MHB190
cutter holder

® The edge is with curve type design to decrease the cutting
resistance

® Match with corn milling cutter holder, with high milling
efficiency

® There are geometries for aluminum alloy, suitable for
machining of aluminum alloy

e Suitable for semi-finishing and roughing machining of steel,
stainless steel, cast iron and aluminum alloy

ANKX

Negative four edges shoulder milling
ANKX insert+MEC190/MHC190 cutter holder

® Negative type thickening design, with high strength, suitable for
heavy cutting

® The edge is grinding type and with curve design, suitable for vertical
wall machining

® Match with corn milling cutter holder, suitable for high efficiency
heavy cutting

e Suitable for semi-finishing and roughing machining of steel, castiron

010 _ GESAC




Indexable Milling Cutter | MILLING

Series Introduction

Shoulder Milling Series

WNGU

Negative six edges shoulder milling
WNGU insert+MEE190 cutter holder

® Negative six edges design, with high economical efficiency
e Negative double face and big rake angle design , improve
strength and ensure sharpness

e The bottom edge is wipe edge, ensure the cutting surface with

good quality v
@ Available for face milling, shoulder milling, grooving milling

and so on

e Suitable for semi-finishing and roughing machining of steel
and castiron

QEW e New cutter with uneven pitch of teeth meeting different
application requirement

SDKT

Positive four edges shoulder milling
SDKT insert+MES190 cutter holder

® Curve edge design with small cutting resistance

® Multi-clearance angle design, ensure the inserts with higher
strength and sharpness

@ Available for face milling, shoulder milling, grooving milling
and soon

e Suitable for semi-finishing and roughing machining of steel
and castiron

XDHT

Positive double edges shoulder milling
for aluminum
XDHT insert +MEH190 cutter holder

®Big rake angle design, ensures small cutting resistance
 Positive double clearance angle design, improve the strength of
the edge

® Long cutting edge design, suitable for big cutting depth

® Curve edge design, ensure to achive a 90° step in shoulder milling
® Suitable for semi-finishing and roughing of aluminum alloy

GESAC _ 011




MILLING | Indexable Milling Cutter

Series Introduction

Shoulder Milling Series

APEW U=l

Square-shoulder milling with positive two-
edged finish grinding
APEW insert + MEJ190 tool body

eSpiral edge design for improved sidewall machining accuracy
e Special cutting edge design for reciprocating fine insert milling
eFinely ground surface for high precision machining

LNE(M)T

Vertically Eight Flutes Square Shoulder Milling
LNE(M)T insert + MVA190/MVA290 cutter body

e Unique stand-mounted structure design, high strength, suitable
for heavy-duty milling and high machining efficiency

e Negative 8-edged design for left and right handed tool bodies

e Two types of teeth are available for different cutting conditions
e\/-shaped positioning structure design, more stable clamping
eMainly used for rough machining of steel and cast iron materials

012 _ GESAC




Indexable Milling Cutter | MILLING

Series Introduction

Profile Milling Series

RD/RP/RC

Positive profile milling
RD/RP/RC insert + MPA100/MPB100/MPC100
cutter holder

e With economical and high efficiency, suitable for the profile
milling of mould industry ,
e With a full range of geometry, available from light cuttingto  [|(§ ’
heavy cutting . e
® RC+MPC100 is with anti-rotation design, ensure stable cutting @ @
e Budget friendly inserts and high precision type inserts for

choice, meeting the needs of different customers

e Suitable for semi-finish and roughing machining of steel

QTD

Finishing ballnose milling
QTD insert +MBA100 cutter holder

o Full R shape design, there are edges available even in the
cutting for straight wall face
® Special edge design, ensure the edge with higher strength

® QTD-S-T is with curve edge design, ensuring small resistance v ? —
@ Suitable for finishing machining of steel, cast iron and /0 -/
hardened steel g

GESAC _ 013




MILLING | Indexable Milling Cutter

Series Introduction

High Feed Milling Series

UD/UP

Positive triple edges high feed milling
UD/UP insert +MKA110 cutter holder

® Multi segments line edge design, Improves cutting effect in different @ @
cutting depth S 9
® With resistance-reduce groove design, ensure to reduce the cutting

temperature

® There are 3 size inserts with different geometries, available for cutting

in most of the Available for the majority of cutting conditions

eSuitable for roughing machining of steel, cast iron and stainless steel

SDMT

Positive four edges high feed milling
SDMT insert +tMKB113 cutter holder
SDMT-SM insert +MKM113 cutter holder

e \With A big arc curve edge design, improve the strength of
The R angle

e With SM geometry which is with changing rake angle and
changing edge width, suitable for the aerospace industry

e Suitable for roughing machining of steel, cast iron, stainless
steel and difficult-to-cut material

014 _ GESAC




Indexable Milling Cutter | MILLING

Series Introduction

Slot Milling Series

SNEX

Narrow slot three face edges slot milling
SNEX insert + MSA104-108 cutter holder

® Sharp edge design, ensure reduce cutting resistance

® There are 5 different widths of slot available

o Suitable for semi-finishing and roughing machining of steel and
castiron

CNEU

Medium slot three face edges slot milling
CNEU insert + MSA110-113 cutter holder

e Positive cutting performance, the cutting is light and fast

® Grinding type changing rake angle design, Ensures reduced
cutting resistance

e Suitable for semi-finishing and roughing machining of steel
and cast iron

GESAC _ 015




MILLING | Indexable Milling Cutter

Series Introduction

Chamfer Milling Series

SPMT

Positive four edges chamfer milling
SPMT inserts +MCA130/145/160 cutter holder

e Four effective cutting edges, ensure both forward direction chamfer
and opposite direction chamfer available

® The cutter holder is with multi cutting edge angle design, available
for chamfer cutting of 30°/45°/60°

e Suitable for semi-finishing and roughing machining of steel and
castiron

016 _ GESAC




Indexable Milling Cutter | MILLING
Product Application Chart
. Inserts  Cutter Holder . Product
Type Application Series Series Picture Application
Face milling
for steel,
MFA143 alloy steel,
ODK(M)T (®40-9200) castiron,
aluminum
alloy.
0OD06: APMX =4.0mm P035)
Face milling
for steel,
MFA145 alloy steel,
SEE(M)T (®50-9160) castiron,
aluminum
alloy.
SE13: APMX =6.0mm
Face
Milling
MFB145
(®©50-9315)
Including
holders with
uneven teeth
High
SN12: APMX =3.0mm efficiency
SNE(M)U face milling
for steel, cast
iron.
MFB245
(®50-9315)
Including
holders with
uneven teeth
SN12: APMX =3.0mm
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MILLING

| Indexable Milling Cutter

Product Application Chart

N Inserts Cutter Holder . Product
1572 Application Series Series AT Application
High
efficiency
/f@ e (qug.qufs) face milling
. \ for steel, cast
g iron.
SN12: APMX =5.0mm SNE(M)U
High
efficiency
and big
MFB288 cutting
(®40-9315) depth face
milling for
steel, cast
iron.
SN12: APMX =7.0mm
Face
Milling
MFC115
(25-9160)
HNO6: APMX =1.6mm .
HN09: APMX =2.2mm Face milling
in steel,
HNGU castiron,
stainless
steel, etc.
MFC145
(©25-9315)
Including
holders with
uneven teeth
HNO6: APMX =3.2mm
HNO9: APMX =4.5mm
HN13: APMX =8.0mm
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Product Application Chart

Type

Application

Inserts

Series

Cutter Holder
Series

Indexable Milling Cutter

Picture

MILLING

Product
Application

HNO6: APMX =4.3mm
HNO09: APMX =7.4mm

HNGU

MFC160
(®40-9250)

Face milling
in steel,
castiron,
stainless
steel, etc.

Face
Milling

=

APMX

HNO09: APMX =8.0mm

=

APMX

HNO9: APMX =8.0mm

HNE(M)X

P068)

MFB160
(®125-315)

High
performance,
cost-effective,
adjustable
face milling
machining for
castiron.

MFB260
(#63-d315)

High
efficiency,
cost-effective
and dense
teeth face
milling
machining for
castiron.

Face
Milling

APMX

SBEX

P073

SB12: APMX =7.1mm

Face Milling
for steel, alloy
steel, cast
iron

GESAC _ 019




MILLING

| Indexable Milling Cutter

Product Application Chart

Tvpe Application Inserts Cutter Holder Picture Product
yp PP Series Series Application
SEEN
) SEMN -
| 45\ SEEX
x
=
S
SE12: APMX =7.5mm
SE15: APMX =9.1mm
e SPEN -
x!
=
B . ‘
SP15: APMX =13.3mm
SP19: APMX =16.3mm
SP25: APMX =21.8mm PO74 Face Milling
Face for steel,
Milling alloy steel,
castiron
| 75°
\ SPK(M)N —
X
=
SP12: APMX=11.4mm .
SP15: APMX =13.2mm
SP19: APMX =15.6mm PO 75
75° SPEN-W — ‘
§1 ‘ /
%
SP15: APMX =14.0mm P0O76
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Indexable Milling Cutter | MILLING

Product Application Chart

Type Application Inserts Cutter Holder Picture Product
yp PP Series Series Application
| e SPER —
é?
%
SP12: APMX =10.7mm
Face Milling
Face for steel,
Milling SPNR — alloy steel,
| 45\° castiron
x! .
=
% ‘
SP15: APMX =9.5mm PO77
SPCW — ’
SP12: APMX =7.5mm
SP15: APMX =9.5mm PO77
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MILLING | Indexable Milling Cutter

Product Application Chart

Tvpe Application Inserts Cutter Holder Picture Product
yp PP Series Series Application
j 90 TPER
\ TPKR —
TPKN
é?
%
TP16: APMX =13.5mm Face Milling
Face TP22: APMX =15.1mm for steel,
Milling alloy steel,
castiron
00 TPNR -
xt
%
TP22: APMX =15.1mm
Shoulder,
face,slot and
cavity milling
Shoulder MEA190 for steel, cast
Milling APM(G)T (P16-9250) iron, stainless
steel and
1% aluminum
< b= alloy.
.1/
AP11: APMX =9.0mm '
AP16: APMX =14.0mm PO
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Product Application Chart

Type

Application

Inserts
Series

Cutter Holder
Series

Indexable Milling Cutter

Picture

[ MILLING

Product
Application

AP11: APMX=9.0mm
AP16: APMX =14.0mm

APK(E)T

P084

MEB190
($16-$200)

5382

Shoulder,
face,slot and
cavity milling
for steel, cast
iron, stainless

steel and

aluminum
alloy.

APMX

AP11: APMX =39.9mm
AP16: APMX =57.0mm

APKT

P084

MHB190
(932-¢80)

Big cutting
depth
shoulder
milling for
steel and
castiron.

Shoulder
Milling

AN12: APMX=9.0mm
AN16: APMX =14.0mm

AN12: APMX =43.0mm
AN16: APMX =57.0mm

ANKX

P090

MEC190
($32-$200)

High
efficiency
and
economical
shoulder,
slot milling
for steel and
castiron.

MHC190
(p40-$80)

Deeper
cutting
depth
shoulder
milling for
steel and
castiron.
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MILLING

Indexable Milling Cutter

Product Application Chart

R Inserts  Cutter Holder . Product
e bl Series Series PIEITE Application
T High
MEE190 efficiency and
TN (420-200) economical
WNGU Including shoulder, slot
4 holders with milling for
% uneven teeth steel and cast
e iron.
WNO04: APMX =4.0mm
WNO8: APMX =7.5mm
High
efficiency and
economical
SDKT (qﬂg-sqg%) shoulder, slot
milling for
steel and cast
iron.
SD14: APMX =10.0mm P099
Shoulde
Milling
High
efficiency
MEH190 shoulder
R XDHT (©25-9125) milling for
) aluminum
@ alloy.
2 8
< N—
XD19: APMX =18.0mm P104
Shoulder
milling for
XPHT - steel and cast
iron.
XP16: APMX =14.0mm P108
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Indexable Milling Cutter | MILLING
Product Application Chart
Tvpe Application Inserts  Cutter Holder Picture Product
yp PP Series Series Application
Pocket
milling,
shoulder
milling,
MEJ190 and slot
APEW (17-$26) milling semi-
finishing to
finishing for
Hardened
steel.
AP10:APMX =2.5mm P109
Shoulder MVA190
Milling (©40-0315)
Heavy duty
LN11: APMX =5.0mm shoulder
LN15: APMX =7.0mm LNE(M)T m|ll|ng a'nd
face milling
for steel and
castiron.
T MVA290
\ (480-$250)
<
LN15: APMX =7.0mm P111
Profile,
face, slot
Profile RD MPA100 and pocket
Milling (©10-9125) milling of
steel and
RDO5: APMX =2.5 mm castiron.
RDO7: APMX =3.5 mm
RDO08: APMX =4.0 mm
RD10: APMX =5.0 mm
RD12: APMX =6.0 mm
RD16: APMX =8.0 mm P119
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Indexable Milling Cutter

Product Application Chart

Type Application Inserts Cutter Holder Picture Product
Series Series Application
Profile, face,
slot milling
RP MPB100 and pocket
(®16-d125) milling of
steel and
alloy steel.
RP08: APMX =4.0mm
RP10: APMX =5.0 mm °
RP12: APMX =6.0 mm
RP16: APMX =8.0 mm P123
Profile, face,
Profile slot milling
Milling RC MPC100 and pocket
(®20-9160) milling of
steel and
alloy steel.
RC10: APMX =5.0 mm
RC12: APMX =6.0 mm %
RC16: APMX =8.0 mm
RC20: APMX =10.0 mm i/
High
precision
profile milling
QTD MBA100 for steel,
e (®12-932) castiron and
hardened
steel.
High
efficiency
High face, slot and
g MKA110 cavity milling
Feed ub/uP ($20-0100) for steel,
Milling cast iron and
stainless
steel.
UD08: APMX =1.0mm
UD12: APMX=1.5mm
UP17: APMX =2.0mm P140
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Indexable Milling Cutter | MILLING
Product Application Chart
. Inserts  Cutter Holder . Product
ks Agpplliseition Series Series et Application
Face, slot
milling
and pocket
MKB113 milling of
(®32-9160) steel and
alloy steel
with high
efficiency.
High SD12: APMX =2.0mm
I M =
Fe%d SD15: APMX =3.0mm SDMT
Milling
High
efficiency
Special for profile,
avitation face, slot
MKM113 and cavity
__K (925-9125) milling for
% titanium
alloy.
SD09: APMX =1.0mm
SD12: APMX =2.0mm P145
R Slot milling
SNEX MSA(%%O)IOS) for steel and
castiron.
CMIN =4.0mm
C MAX=8.0 mm
Slot
Milling
Slot milling
MSA(110~113)
. CNEU (©80-0160) for stegl and
castiron.
C MIN=10.0mm
C MAX=13.0mm P156)
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Product Application Chart

Inserts Cutter Holder Picture Product

Type Application Series Series Application

S

SP09: APMX =3.0mm
SP12: APMX=4.5mm

MCA145 Chamfer
Chamfer milling for
Milling SPMT (625-032) steel and cast
iron.
SP09: APMX =5.0mm
SP12: APMX=7.0mm
MCA160
(®25-136)

SP09: APMX =6.0mm
SP12: APMX =8.0mm P160
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Milling Inserts Grade
Grade for P

Coating

Workpiece Grade  Color Type

Coating Structure Features

eThe newly upgraded TiAIN coating

is matched with fine-grained wear-
resistant cemented carbide substrate,
which improves the wear resistance
of milling processing and increase the
cutting stability.

e Suitable for medium to high
hardness steel, both dry and wet
cutting are available in medium to
high-speed milling.

GPM7120 Golden PVD

M

e Specially designed wear-resistant
cemented carbide substrate, with
newly upgraded AlCrN coating,

has excellent wear resistance and
oxidation resistance.

eSuitable for medium-load processing
of general steel, soft steel processing
is the first choice.

GA4325 Golden PVD

e Combination of PVD AICrN coating
and fine-grained cemented carbide
Substrate.

e Suitable for general processing of
steel, cast iron and general materials
under medium to low speed
conditions.

ﬂ Gad225  Slate  pyp
Grey

eThe PVD TiAIN coating and
cemented carbide substrate with high
damage resistance have high bonding
strength, which can realize stable
processing under different working
conditions.

e Suitable for general processing of
steel, cast iron and general material,
with a wide range of applications.

GA4230 Fuchsia  PVD

®The newly upgraded nano-
structured AICrN coating is combined
with the fine-grained cemented
carbide matrix, which has excellent
wear resistance.

e Suitable for semi-finish to slight
rough machining of steel.

GP4225 Golden PVD
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| Indexable Milling Cutter

Milling Inserts Grade

Grade for P

Workpiece

Grade

Color

Coating
Type

Coating Structure

Features

GP2115

Black

CVvD

o The ultra-fine MT-TICN and AL203
coating are combined with high cobalt
cemented carbide substrate,which can
ensure the wear resistance,strength
and toughness,and realize the stability
and high efficiency of insert machining.
e Suitable for fine to semi-finish
milling of steel under medium to high
speed conditions.

GPO1TM

Uncoating

o After excellent processing, Uncoated
cermet milling grade has high
toughness, high wear resistance and
excellent edge collapse resistance.

e Suitable for milling processing

of various materials, mainly steel
processing.

Grade for M

Workpiece

Grade

Color

Coating
Type

Coating Structure

Features

GM4135

Dark
Yellow

PVD

e The latest TiAISIN multilayer coating,
with high-strength fine-grained
cemented carbide substrate, has
good wear resistance, toughness and
thermal stability.

et is suitable for rough machining
and unstable working conditions of
difficult-to-machine materials such as
stainless steel and titanium alloy.

GM2140

Black

CVD

®The upgraded MT-TiCN+ Al203
coating is matched with a fine-grained
cemented carbide Substrate, which
has wear resistance, toughness and
thermal stability.

e Suitable for semi-finish to rough
machining of stainless steel and
titanium alloys.
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Milling Inserts Grade

Grade for K

Workpiece

Grade

Color

Coating
Type

Indexable Milling Cutter |

Coating Structure

MILLING

Features

GK4125

Grey
Purple

PVD

eNano-TiAIN coating is matched
with fine-grained cemented carbide
substrate, which has excellent wear
resistance and anti-edge collapse.
et is suitable for semi-finishing to
rough finishing, with low speed to
medium speed, wet and dry milling
of various cast irons.

GK2115

Black

CvD

e The brand-new medium-thick MT-
TiCN+A[203 coating with special fine-
grained cemented carbide substrate,
which has strength, toughness and
wear resistance, ensuring the stability
and efficiency of machining cast iron.
e Suitable for precision to semi-finish
milling of cast iron under medium to
high speed conditions

Grade for N

Workpiece

Grade

Color

Coating
Type

Coating Structure

Features

GN9125

Uncoatig

e Uncoated fine-grained cemented
carbide Grade, with good wear
resistance and toughness.

e Suitable on semi-finishing to
roughing processing of copper and
aluminum.
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Milling Inserts Grade

Grade for S

Coating

Workpiece Grade  Color Type

Coating Structure Features

®The latest nano TiAIN coating is
matched with a high-toughness fine-
grained cemented carbide substrate,
which has good wear resistance and
toughness.

e Suitable on semi finishing to
roughing processing of titanium and
high temperature alloy.

Gs4130 O pyp
Purple

Grade for H

Coating

Workpiece Grade  Color Type

Coating Structure Features

®The latest TIAICrSiN coating is
combined with ultra-fine grained
cemented carbide substrate, which
has both high oxidation resistance
and red hardness.

e Suitable for precision to semi-finish
milling of high-hardness steel above
55HRC.

m GH4115 Bronze PVD
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Application of Milling Grade

Workpiece Coated
Material

ISO Uncoated Cermet
CVD PVD

01
10
P 20
30
40
50
01
10
M =

Stainless Steel 30 |
40
50
01

10
K B

Cast Iron

GPO1TM

GP2115

GM2140
GM4135
\
GS4130

GK2115

GK4125

30
40
01
10

N 20

Nonferrous Metal [N

GN9125

40
01
10
20
30
40
01

10

Hardened
Material 20

GH4115

30
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Application of Milling Cutter with Different Pitch

Choosing the proper number of cutting tool teeth is extremely important for balancing efficiency and precision in
milling applications. Under the same cutting speed Vc and feed per tooth fz, increasing the number of cutting edges can
effectively increase production efficiency, even though it also increases the cutting force at the same time. Machine power
is an influential factor for choosing the number of cutting tool teeth. GEASC provides three types of pitch for different

applications.
MFB145-080
Shape
Sparse Pitch Dense Pitch Extra Dense Pitch
NO. of Teeth Z=5 7=7 7=8
® Superior rigidity, suitable for @ The best balance of rigidity ® With high efficiency, most
unstable working conditions and efficiency, first choice for suitable for stable working
® Mainly used in high-feed general purpose machining condition
and large-cutting-depth (ap.) @ Mainly used in medium feed @ Mainly used in low feed and
Application machining, producing big cHips and medium cutting depth(ap.) small cutting depth(ap.), small
e First choice for carbon steel machining, medium size chip size chip
alloy steel and stainless steel ®Also suitable for hardened ®First choice for cast iron and
machining steel and heat-resistance alloy easy chip breaker workpieces
machining machining
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Face Milling

ODK(M)T e

Positive with Eight Edges DE’

RE

S

IC S

S @
o [0)
Dimension(mm) Coating Grade 5 5
g | e
Ordering Code n g a 0 a g m o g 1o E
LE IC S DLREB § § £ 5 ¢ 8 3 I I T 3 3
< x| =ldla = =|(x|x o T z|&
CANTERCEN - NCHNCHRCENCERCE RCH RCERGCHRCE RG]
° ODKT060508-GL 5 15.875 5.56 5.56 0.8 1.8 °
ODKT060508-GM 5 15.875 5.56 5.56 0.8 1.5 [} o o O @ @
° ODMT060508-GM 5 15.875 5.56 556 0.8 1.5 @ @ O ® O @ O
ODKT060508-GH 5 15.875 5.56 5.56 0.8 1.8 [} [ ] [ J
° ODMT060508-GH 5 15.875 5.56 5.56 0.8 1.8 () O
ODKT060508-AL 5 15.875 5.56 5.56 0.8 1.8 ()

ODKWO060508-WB 5 15.875 5.56 5.56 0.8 5.7 @

@Stock OAvailable Upon Order
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Indexable Milling Cutter

ODK(M)T Series Geometry

Light Cutting for
General Material

Medium Cutting for
General Material

Heavy Cutting for
General Material

General Cutting
for Aluminum Alloys

Wiper

GL

GM

GH

WB

Large rake angle with
narrow edge width.
Suitable for light
milling with low
cutting speed and
low feed.

Large rake angle
smoothly cutting.
High stability milling
can be achieved
under general cutting
conditions.

Wide chip pocket with
strong cutting edge
for Rough cutting.

Large rake
angle,sharp
cutting edge,good
polishment and good
chip control.

Wiper design to
improve the surface
quality.
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Face Milling

MFA143

Bl

Arbor A%
Figl
ia- Dimension(mm i
Ordering Code ‘ ol ‘Teeth (mm) APMX ‘ Suitable for ‘ Coolant ‘Shape }W(Iek'é?t‘ Stock
meter DC DCX DCON LF KWW KDP | ST ke)
MFA143040R03A160D06 40 3 40 50 16 40 84 56 4 ODK(M)T0605 X Figl 020 @
MFA143050R04A220D06 50 4 50 60 22 40 104 6.3 4 ODK(M)T0605 X Figl 031 @
MFA143063R05A220D06 63 5 63 T2 22 40 104 6.3 4 ODK(M)T0605 X Figl 050 @
MFA143080R06B270D06 80 6 80 90 27 50 124 7 4 ODK(M)TO605 X  Fig2 088 @
MFA143100R07B320D06 100 7 100 110 32 50 144 8 4 ODK(M)T0605 X Fig2 143 @
MFA143125R08B400D06 125 8 125 135 40 63 16.4 9 4 ODK(M)T0605 X Fig2 3.02 @
MFA143160R10C400D06 160 10 160 170 40 63 16.4 9 4 ODK(M)T0605 X Fig3 412 e
MFA143200R12C600D06 200 12 200 210 60 63 25.7 14 4 ODK(M)TO605 X  Fig3 642 @
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Recommended Torque Insert Screw Wrench

Shape \
Inserts @\j
ODK(M)T0605 Orcd(fgie”g SI60M050108-07209S 5.0N-m TT20TQ
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Recommended Cutting Data

Ap  Cutting Speed Feed Rate/Edges fz(mm)

Workpiece Hardness  Grade  Specification (mm) | Ve(m/min) Light Medium Heavy
Cutting(L) Cutting(M) Cutting(H)

GPM7120
220 0.2 0.25 03
<
SoftSteel < HBISO = GA4225 ODK(M)T0605 2 150260 | 0103 | 015935 | 0204
GA4230
Carbon GPM7120
GA4225 220 0.15 0.25 0.3
n Steel, Alloy| HB180-350 | (453, | ODK(M)TOE05 | 2 (180-260)  (0.1-02) | (0.15-0.35)  (0.2-0.4)
Steel
GP2115
GPM7120
Pre-harden GA4230 150 0.1 0.15 0.2
Steel  HRC3545  (chu095  ODK(M)T0G0S 2 (110-190)  (0.050.15)  (0.1-0.2) = (0.1-0.3)
GP2115
Stainless GM2140 160 0.15 0.25 0.3
: < . . .
(Ferrite, HB270 | 4230 | ODK(MITOG0S | 2 (1202000  (0.1-02)  (0.15-0.35)  (0.2-0.4)
Martensite)
Stainless
. 140 0.1 0.15 0.2
<
(Austenite, < HB270 = GM2140 ODK(M)T0G05 2 w0080 | 005015 | o1s2 | ©1o3
Diphasic)
GreyCast  _ GK2115 180 0.2 0.25 0.3
ron | SHB280 | cpagos |ODK(M)TOG0S | 2 (140-220)  (0.1-03)  (0.15-0.35)  (0.2-0.4)
m Nodular
Cast Iron
Iron, GK4125 160 0.15 0.25 0.3
<
Vgrm'c‘.“ar SHB350 | ko715  ODK(MTOGOS 2 (1202000 (0.1-02)  (0.15-0.35)  (0.2-0.4)
raphite
Castlron
Nonferrous 0.15 0.2 0.25
o >
m NeTOUS HBE0-210  GN9125  ODKT0G0S 2 > 300 0152 | (oas | ©o0m
Heat-
resistant
40 0.15 0.2
B P_I\_l.loy.and HRC30-45 GS4130 ODK(M)T0605 2 (30.60) 0as2 | (0153 -
itanium
Alloy
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Face Milling

SEE(M)T

General Face Milling

S ®
o [0}
Dimension(mm) Coating Grade g 3
o e
Ordering Code v g 9 a Q0 a § w o g g =
lE Ic s DL REB § § ESF I TFTIITI T T 2 3
<|<|x =2lala = = (X |xXx| 0 T|=|a
GCENGHNGCENTE NCHRCH RCERCERCERCE RCN RCRNCE N)
° SEET1204AFEN-PL 8.2 12.7 476 55 12 16 ©¢ @ ®© © @ e o ) )
° SEET13T3AGEN-PL 88 134 397 44 1 17 ©¢ @ @@ @ O ) )
SEET13T3AGEN-PM 8.8 134 397 44 1512 @ @ @ @ e o )
o SEMT13T3AGEN-PM 8.8 134 397 44 1512 @ @ @ ° e o °
SEET13T3AGSN-PH 8.8 13.4 397 44 16612 O @ O @) O e
° SEMT13T3AGSN-PH 8.8 13.4 3.97 44 16612 O @ O ° o O
SEET13T3AGSN-KM 8.8 13.4 3.97 44 14413 O [ ] ® O
SEET13T3AGSN-KH 8.8 13.4 3.97 44 16 13 O O @) )
° SEMT13T3AGSN-KH 8.8 13.4 3.97 4.4 1.6 13 @) O O
SEET13T3AGFN-AL 9.6 13.4 3.97 4.4 0.4 2.2 °
SEET13T3AGEN-WB 9.5 13.4 3.97 43 12 75 ® O

@Stock OAvailable Upon Order
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SEE(M)T Series Geometry

Medium Cutting
for General
Material

Light Cutting for

Heavy Cutting for Medium Cutting Rough Cutting CremelEl g
General Material

General Material ~ for Cast Iron for Cast Iron for/-‘\L\lﬁcr:;lsnum HeipET

PL KH

Special
chipbreaker
Large rake Strong cutting for cast iron.
;irgl: \r;\iI:E angle design, edge for Suitable for Large rake
Ngarrow easy cutting interrupted | The chipbreaker = interrupted angle, With big
edge width High stability cutting specially cutting Sharp cutting circle wiper
Suit for ligh't milling can be condition. for castiron. condition edge,mirror edge,improve
milling with low achieved under Excellent Suitable for and excellent polished, the surface
cutting speed general performance  medium cutting. = performance | smoothly chip quality.
and low feed cutting when removing when removing removal.
: conditions. black skin. black skin
under rough
machining.
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MFA145

Indexable Milling Cutter | MILLING

Arbor * Bl
o 2 ‘
o é 2
. Fig2 i
Sparse Pitch
. \Dia-\ Dimension(mm) \ : \ . \ \ \Weight\
Ordering Code Teeth APMX Suitable for Shim Coolant Shape (KG) Stock
meter " DC DCX DCON LF KWW KDP T T kG) |
MFA145050R03A22SE13 50 3 50 63 22 40 104 63 6 SEE(M)T13T3 X X Figl 041 @
MFA145063R04A22SE13 63 4 63 76 22 40 104 63 6 SEE(M)T13T3 X X Figl 062 @
@ Stock O Available Upon Order
Dense Pitch
ia- Dimension(mm i
Ordering Code ‘ ol ‘Teeth (mm) APMX‘ Suitable for ‘Shim‘Coolant‘Shape‘We'ght‘Stock
meter " pC DCX DCON LF KWW KDP T T kG)
MFA145050R04A22SE13 50 4 50 63 22 40 104 6.3 6 SEE(M)T13T3 X X Figl 037 @
MFA145063R05A22SE13 63 5 63 76 22 40 104 63 6 SEE(M)T13T3 X X Figl 058 @
MFA145080R06B27SE13 80 6 80 93 27 50 124 7 6 SEE(M)T13T3 / X Fig2 099 @
MFA145100R07B32SE13 100 7 100 113 32 50 144 8 6 SEE(M)T13T3 / X Fig2 171 @
MFA145125R08B40SE13 125 8 125 138 40 50 164 9 6 SEE(M)T13T3 / X Fig2 3.09 @
MFA145160R10C40SE13 160 10 160 173 40 63 164 9 6 SEE(M)T13T3 / X Fig3 435 @
MFA145200R12C60SE13 200 12 200 213 60 63 257 14 6 SEE(M)T13T3 / X Figd 595 O
@ Stock O Available Upon Order
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Face Milling

MFA145 o

Cylindrical Straight Type 3 g[ ]
Mg
LE
Sparse Pitch Figd
Ordering Code m;;r Teeth e ‘ DDci)TerI;séoonl\Emnl)F ‘ w APMX  Suitable for ShimCoolantShapeW(?é?tStock

MFA145050R03P32SE13 50 3 50 63 32 120 39 6 SEE(M)T13T3 X X Figd 094 @
MFA145063R04P32SE13 63 4 63 76 32 120 39 6 SEE(M)T13T3 X X Figd 109 @

@ Stock O Available Upon Order

Dense Pitch

‘Weight‘

‘ Dia- ‘ Dimension(mm) ‘
‘ (KG) ‘

‘meter‘Teeth DC‘ DeX ‘ DCON ‘ F ‘ W APMX‘ Suitable for Shim Coolant Shape

MFA145050R04P32SE13 50 4 50 63 32 120 39 6 SEE(M)T13T3 X X Figd 090 @
MFA145063R05P32SE13 63 5 63 76 32 120 39 6 SEE(M)T13T3 X X Figd 105 @

Stock

Ordering Code

@ Stock O Available Upon Order

Spare Parts

Part Name Shim Shim Screw =~ Wrench Inserts Screw Recgrrggsgded Insert Screw Wrench
Shape @ &
© &
Inserts N~ & S

SEE(M)T13T3 | Ordering
without Shim = Code

SEE(M)T13T3 | Ordering
With Shim Code

- SI60M035080-05410B 3.0N'm TT15PB —

HOK30DSE1300S SSAM050070B  TH35LB  SI60M035116-054101B 3.0N'm TIL5PB | TI15TB

Note:
% 1. Without Shim cutter bodies MFA145, choose without Shim Spare Parts specification
% 2. With Shim cutter bodies MFA145, choose with Shim Spare Parts specification
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Recommended Cutting Data

Ap Cutting Speed Feed Rate/Edges fz(mm)
Workpiece Hardness = Grade  Specification i i
P p (MM)  ve(m/min) Light Medium Heavy
Cutting(L) = Cutting(M) Cutting(H)
GA4325 250 0.2 0.25 0.3

Soft Steel = < HB180 SEE(M)T13T3 2

GPM7120 (210-290) (0.1-0.3)  (0.15-0.35)  (0.2-0.4)

Carbon GA4325
220 0.15 0.25 0.3
n Steel, Alloy HB180-350 GPM7120 SEE(M)T13T3 2
i e (180-260)  (0.1-0.2) | (0.15-0.35)  (0.2-0.4)
GPM7120
Pre-harden 140 0.1 0.15 0.2
Steel | MRC35-45 gé‘z‘ﬁg SEE(M)T13T3 | 2 (100-180)  (0.05-0.15)  (0.1-0.2) = (0.1-0.3)
Stainless

180 0.15 0.25 0.3

. - :
(Ferrite, =< HB270 GM2140 SEE(M)T13T3 2 (140.220) 0102 | (015035) | (0.2.04)

Martensite)

Stainless

N 140 0.1 0.15 0.2

<

(Austenite, <HB270 GM2140 SEE(M)TI3T3 2 (100.180)  (0.05015) (0.1.02)  (0.1.0.3)
Diphasic)

Grey Cast = _ GK2115 180 0.15 0.2 0.3

ron | SHB280  Gyaips SEEMITISTS 2 140950)  (0.102)  (0.1:03)  (02:0.4)
m Nodular
Cast Iron

. ¢ GK4125 160 0.1 0.15 0.3

<

vermicular SHB3S0  Gyp15  SEEMITISTS 20 (190200)  (005-0.2)  (0.1-0.2)  (0.2-0.4)
Graphite
Cast Iron

Nonferrous 0.15 0.2 0.3

- =

m Metal | HB60-210 GNO125  SEET13T3 2 300 0102  (0103) (0.2:0.4)
Heat-
resistant

40 0.15 0.2

B /:\I_l.loy.and HRC30-45 GS4130 SEE(M)T13T3 | 2 (30-60) 0102  (0.103) —
itanium
Alloy
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Face Milling

SNE(M)U

Negative with Eight Edge Face

Dimension(mm)

»

Coating Grade

pajeodun
PUWID)

Ordering Code wlolw Slwuln v olv| n|lolv|uvul=
S 3 829323922 /3/8/5
LE IC S BSDIKRNSRE § § § 5§ § 8 ¥ 3 ¥ 3 3 5 2 38
< < < T Aol = = X X »n I Z2a
o O O G} (CERGCENGRRGCERNGCERGENOENGENCENT)
SNEUI206ANEN-GL 9.1 12.7 6.35 1.6 59 45° 0.8 ° e oo e o 0 0o
SNEU1206ANEN-GM 9.1 12.7 6.35 1.6 59 45° 08 ® @ ° ° o o 0 0o
n SNMU1206ANEN-GM 9.1 12.76.35 1.6 59 45° 08 © © © © © © e o 0 0o
SNEUI206ANSN-GH 9.1 12.7 6.35 1.6 59 45° 0.8 ° ° o o o
n SNMU1206ANSN-GH 9.1 12.7 635 1.6 59 45° 08 O ® ° o o
SNEUI206ANFN-NL 9.1 12.7 6.35 1.6 5.9 45° 0.8 °
[ o2
SNEU1206ANEN-GW 9 127 6.35 5.1 59 45° 0.8 ° °
SNEU1206ENEN-GM 9.9 12.7 6.35 1.2 59 75° 0.8 ° o0 e o 0 0o
n SNMU1206ENEN-GM 9.9 12.7 6.35 1.2 59 75° 0.8 ° o0 O e @ O
SNMU1206ZNEN-GL 10.7 12.7 6.35 1.1 59 88° 0.8 ® e o 0 0 O
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Face Milling

SNE(M)U

Negative with Eight Edge Face

= @
Dimension(mm) Coating Grade g 3
| 2
Ordering Code R g 9 3 9 0 ﬁ .% n o g9y =
LE IC S BSDIKRNSRE § § § 5§ I3 T3 I I 553 2
<<l =lala = =X x| 0|I|Z|a
G NGRRCH NS CHRGH R RCRRCHRGE RCRRCH RCHN G
SNEU1206ZNEN-GM 10.7 12.7 6.35 1.1 59 88° 0.8 [ e 0 o e 6 o0 o
n SNMU1206ZNEN-GM 10.7 12.7 6.35 1.1 59 88° 0.8 [ ] e 0 o [ [
SNMU1206ZNEN-GH 10.7 12.7 6.35 1.1 5.9 88° 0.8 @) o o
SNEU1206ZNEN-GW 10.1 12.7 635 4 59 88° 0.6 [
SNEU120612-GM 103 127635 — 59 — 12 e @ [ e 6 o0 o
SNMU120612-GM 103 12.7 635 — 59 — 1.2 [ ] e o ® 6 ¢ O
SNMU120616-GM 95 127635 — 59 — 16 e o
SNMU120620-GM 87 127635 — 59 — 20 ® ® O
Note: @Stock OAvailable Upon Order

% 1. SNE(M)U1206AN*N insert with MFB145/245 cutter holder;

% 2. SNE(M)U1206ENEN insert with MFB275 cutter holder;

% 3. SNE(M)U1206ZNEN insert with MFB288 ;

% 4. SNEU120612-GM. SNMU120612/16/20-GM insert with MFB145/245/275/288 cutter holder.
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MILLING | Indexable Milling Cutter

SNE(M)U Series Geometry

Light Cutting for General ~Medium Cutting for Heavy Cutting for

Material General Material General Material Al S HHifRrET

GL GM GH NL GW
Large rake angle with Large rake angle High strength Large rake angle,
Narrow edge width. High stability milling edge, interrupted Sharp cutting With big circle wiper
Suitable for light can be achieved cutting , excellent edge,mirror polished, edge ,improve the
cutting of low cutting = under general cutting performance when smoothly chip surface quality.
speed and low feed. conditions. removing black skin. removal.
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Indexable Milling Cutter | MILLING

Face Milling

MFB145

Arbor(with Shim)

KDP

KDP

ERNPANNS
iz}

Sparse Pitch

Orderi Dia- Dimension(mm) . . Weight
rdering Code Teeth APMX  Suitable for  Shim Coolant Shape Stock
meter DC DCX DCON LF KWW KDP (KG)
MFB145050R03A22SN12 50 3 50 635 22 40 104 6.3 3 SNE(M)UI206AN*N +/ 4 Figl 041 @
MFB145063R04A22SN12 63 4 63 765 22 40 104 6.3 3 SNE(M)UI206AN*N +/ Vv Figl 0.60 @
MFB145080R05A27SN12 80 5 80 935 27 50 124 7 3 SNE(M)UI206AN*N +/ vV Figl 111 @
MFB145080L05A27SN12 80 5 80 935 27 50 124 7 3 SNE(M)UI206AN*N +/ 4 Figl 111 @
MFB145100R06B32SN12 100 6 100 113.5 32 50 144 8 3 SNE(M)UI206AN*N / X Fig2 151 @
MFB145125R07B40SN12 125 7 1251385 40 63 164 9 3 SNE(M)UI206AN*N +/ X Fig2 299 @
MFB145160R08C40SN12 160 8 160 173.5 40 63 164 9 3 SNE(M)UI206AN*N +/ X Fig3d 439 @
MFB145200R10C60SN12 200 10 200 213.5 60 63 25.7 14 3 SNE(M)UI206AN*N +/ X Fig3 637 @
MFB145250R12C60SN12 250 12 250 263.5 60 63 25.7 14 3 SNE(M)UI206AN*N +/ X Fig3d 9.50 O
MFB145315R15D60SN12 315 15 3153285 60 80 25.7 14 3 SNE(M)UI206AN*N / X Figd 18.08 O
@ Stock O Available Upon Order
Dense Pitch
Orderi Dia- Dimension(mm) . : Weight
rdering Code Teeth APMX  Suitable for  Shim Coolant Shape Stock
meter DC DCX DCON LF KWW KDP (KG)
MFB145050R04A22SN12 50 4 50 63.5 22 40 104 6.3 3 SNE(M)UI206AN*N +/ v Figl 041 e
MFB145050L04A22SN12 50 4 50 63.5 22 40 104 6.3 3 SNE(M)U1206AN*N +/ v Figl 041 @
MFB145063R05A22SN12 63 5 63 76,5 22 40 104 6.3 3 SNE(M)U1206AN*N +/ v Figl 058 @
MFB145080R07A27SN12 80 7 80 935 27 50 124 7 3 SNE(M)U1206AN*N +/ v Figl 113 @
MFB145080L08A27SN12 80 8 80 935 27 50 124 7 3 SNE(M)UI206AN*N +/ v Figl 1.09 e
MFB145100R08B32SN12 100 8 1001135 32 50 144 8 3 SNE(M)UI206AN*N +/ X Fig2 155 @
MFB145125R10B40SN12 125 10 1251385 40 63 164 9 3 SNE(M)UI206AN*N +/ X Fig2 3.02 @
MFB145160R12C40SN12 160 12 160 173.5 40 63 164 9 3 SNE(M)UI206AN*N +/ X Fig3 441 @
MFB145160L12C40SN12 160 12 160 173.5 40 63 164 9 3 SNE(M)UI206AN*N +/ X Fig3d 431 @
MFB145200R14C60SN12 200 14 2002135 60 63 25.7 14 3 SNE(M)UI206AN*N +/ X Fig3 630 @
MFB145200L14C60SN12 200 14 2002135 60 63 25.7 14 3 SNE(M)UI206AN*N +/ X Fig3 630 @
MFB145250R16C60SN12 250 16 250 263.5 60 63 25.7 14 3 SNE(M)U1206AN*N +/ X Fig3 9.29 O
MFB145315R20D60SN12 315 20 3153285 60 80 25.7 14 3 SNE(M)UI206AN*N +/ X Figd 18.18 O
@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Face Milling

MFB145

Arbor(with Shim)

KDP.

KDP

RN
| |

Extral Dense Teeth

Ordering Code ‘ bl ‘Teeth Dimension(mm) APMX‘ Suitable for ‘Shim‘Coolant‘Shape‘Weight‘Stock
meter " DC DCX DCON LF KWW KDP SRR (KG) |

MFB145050R05A22SN12 50 5 50 63.5 22 40 104 6.3 3 SNE(M)JU1206AN*N +/ v Figl 037 @
MFB145063R06A22SN12 63 6 63 76,5 22 40 104 6.3 3 SNE(M)UI206AN*N +/ v Figl 057 @
MFB145080R08A27SN12 80 8 80 935 27 50 124 7 3 SNE(M)U1206AN*N +/ v Figl 109 e
MFB145100R10B32SN12 100 10 100 1135 32 50 144 8 3 SNE(M)U1206AN*N +/ X Fig2 148 @
MFB145125R12B40SN12 125 12 125 1385 40 63 164 9 3 SNE(M)U1206AN*N ~/ X Fig2 293 @
MFB145160R15C40SN12 160 15 160 173.5 40 63 164 9 3 SNE(M)U1206AN*N +/ X Fig3 431 @
MFB145200R18C60SN12 200 18 200 2135 60 63 25.7 14 3 SNE(M)U1206AN*N +/ X Fig3 625 @
MFB145200L18C60SN12 200 18 200 2135 60 63 25.7 14 3 SNE(M)U1206AN*N +/ X Fig3 625 @
MFB145250R21C60SN12 250 21 250 263.5 60 63 25.7 14 3 SNE(M)U1206AN*N +/ X Fig3 939 O
MFB145315R24D60SN12 315 24 315 3285 60 80 25.7 14 3 SNE(M)U1206AN*N +/ X Figd 18.19 O

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Face Milling
9 -DCON_
1|
MFB145 =0 V
o P?
Arbor (with Shim and Unequal Teeth) 50 %
Fig2
% DCON
RN 1, |
DC
DCX
Figh
ia- Dimension(mm i
Ordering Code ‘D'a ‘Teeth (mm) APMX‘ Suitable for ‘Shim‘Coolant‘Shape‘welght‘Stock
meter " DC DCX DCON LF KWW KDP ST K)o
MFB145050R03A22SN12U 50 3 50 63,5 22 40 104 6.3 3 SNE(M)U1206AN*N +/ v Figl 041 @
MFB145063R04A22SN12U 63 4 63 765 22 40 104 6.3 3 SNE(M)U1206AN*N +/ v Figl 060 @
MFB145080R05A27SN12U 80 5 80 935 27 50 124 7.0 3 SNE(M)U1206AN*N +/ v/ Figl 112 e
MFB145100R06B32SN12U 100 6 100 1135 32 50 144 8.0 3 SNE(M)U1206AN*N +/ X Fig2 151 e
MFB145125R07B40SN12U 125 7 125 1385 40 63 164 9.0 3 SNE(M)U1206AN*N +/ X Fig2 299 e
MFB145160R08C40SN12U 160 8 160 1735 40 63 164 9.0 3 SNE(M)U1206AN*N +/ X Fig3 439 e
MFB145200R10C60SN12U 200 10 200 2135 60 63 257 14 3 SNE(M)U1206AN*N +/ X Fig3 637 @
MFB145250R12C60SN12U 250 12 250 2635 60 63 257 14 3 SNE(M)U1206AN*N +/ X Fig3 950 @
MFB145315R15D60SN12U 315 15 315 3285 60 63 257 14 3 SNE(M)U1206AN*N +/ X Figd 18.48 @
@ Stock O Available Upon Order

Spare Parts

Recommended

Part Name Shim Shim Screw  Wrench Inserts Screw Torque Insert Screw Wrench
Shape
Inserts
SNE(M)U1206 Orcdci;:a”g HOK30SSN12 SSAM0600758 TH40LB SI60M040158-071088  4.0N-m TT15PB  TT15TB
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MILLING | Indexable Milling Cutter

Face Milling
% -DCON_
T
MFB245 o
Arbor(Without Shim) o0 4
Fig2 <
N beo N noon
T i XWMWW J
iimaillZ N g7 iizi
box 2 nox
Sparse Pitch Fle3 ) Figs
Ordering Code oy Teeth Dimensionimm) APMX  Suitable for  Shim Coolant Shape WeightStock
meter DC DCX DCON LF KWW KDP (KG)
MFB245050R03A22SN12 50 3 50 635 22 40 104 63 3 SNE(M)UI206AN*N X 4 Figl 043 @
MFB245063R04A22SN12 63 4 63 76,5 22 40 104 63 3 SNE(M)UI206AN*N X v Figl 064 @
MFB245080R05A27SN12 80 5 80 935 27 50 124 7 3 SNE(M)UI206AN*N X 4 Figl 116 @
MFB245080L05A27SN12 80 5 80 935 27 50 124 7 3 SNE(M)U1206AN*N X v Figl 116 @
MFB245100R06B32SN12 100 6 100 113.5 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 156 @
MFB245100L06B32SN12 100 6 100 113.5 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 156 @
MFB245125R07B40SN12 125 7 125 1385 40 63 164 9 3 SNE(M)UI206AN*N X X Fig2 312 @
MFB245160R08C40SN12 160 8 160 173.5 40 63 164 9 3 SNE(M)UI206AN*N X X Fig3 453 @
MFB245200R10C60SN12 200 10 200 213.5 60 63 257 14 3 SNE(M)UI206AN*N X X Fig3 656 @
MFB245250R12C60SN12 250 12 250 263.5 60 63 257 14 3 SNE(M)UI206AN*N X X Fig3 9.68 O
MFB245315R15D60SN12 315 15 315 3285 60 80 257 14 3 SNE(M)UI206AN*N X X Figd 18.65 O
@ Stock O Available Upon Order
Dense Pitch
Ordering Code e Teeth Dimension({mm) APMX  Suitable for  Shim Coolant Shape Weight Stock
meter DC DCX DCON LF KWW KDP (KG)
MFB245050R04A22SN12 50 4 50 635 22 40 104 63 3 SNE(M)U1206AN*N X v Figl 040 @
MFB245050L04A22SN12 50 4 50 63.5 22 40 104 6.3 3 SNE(M)UI206AN*N X v Figl 040 @
MFB245063R05A22SN12 63 5 63 765 22 40 104 63 3 SNE(M)UI206AN*N X 4 Figl 060 @
MFB245063L05A22SN12 63 5 63 76,5 22 40 104 6.3 3 SNE(M)UI206AN*N X v Figl 060 @
MFB245080R07A27SN12 80 7 8 935 27 50 124 7 3 SNE(M)U1206AN*N X 4 Figl 110 @
MFB245080L07A27SN12 80 7 8 935 27 50 124 7 3 SNE(M)U1206AN*N X v Figl 110 @
MFB245100R08B32SN12 100 8 100 1135 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 150 @
MFB245100L08B32SN12 100 8 100 1135 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 150 @
MFB245125R10B40SN12 125 10 125 1385 40 63 164 9 3 SNE(M)UI206AN*N X X Fig2 299 @
MFB245125L10B40SN12 125 10 125 1385 40 63 164 9 3 SNE(M)UI206AN*N X X Fig2 299 @
MFB245160R12C40SN12 160 12 160 173.5 40 63 164 9 3 SNE(M)UI206AN*N X X Fig3 437 @
MFB245160L12C40SN12 160 12 160 173.5 40 63 164 9 3 SNE(M)UI206AN*N X X Fig3 437 @
MFB245200R14C60SN12 200 14 200 2135 60 63 25.7 14 3 SNE(M)UI206AN*N X X Fig3 636 @
MFB245200L14C60SN12 200 14 200 2135 60 63 25.7 14 3 SNE(M)UI1206AN*N X X Fig3 636 @
MFB245250R16C60SN12 250 16 250 263.5 60 63 25.7 14 3 SNE(M)UI206AN*N X X Figd 939 O
MFB245250L16C60SN12 250 16 250 2635 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 939 O
MFB245315R20D60SN12 315 20 315 3285 60 80 25.7 14 3 SNE(M)UI206AN*N X X Figd 1831 O
MFB245315L20D60SN12 315 20 315 3285 60 80 25.7 14 3 SNE(M)UI1206AN*N X X Figd 1831 O

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Face Milling
q -DCON_
T |
MFB245 V
. . &/ | ?
Arbor(Without Shim) I — é
Fig2
% DCON
1 ey
M}F/!}F 14T
DC
DCX
Extral Dense Teeth et
ia- Dimension(mm i
Ordering Code ‘ o ‘Teeth (mm) APMX‘ Suitable for ‘Shim‘Coolant‘Shape‘We'ght‘Stock
meter " pC DCX DCON LF KWW KDP . T ke)
MFB245050R05A22SN12 50 5 50 63.5 22 40 104 63 3 SNE(M)U1206AN*N X v/ Figl 038 @
MFB245063R06A22SN12 63 6 63 76.5 22 40 104 63 3 SNE(M)U1206AN*N X v Figl 059 @
MFB245080R08A27SN12 80 8 80 935 27 50 124 7 3 SNE(M)UI206AN*N X v Figl 108 @
MFB245100R10B32SN12 100 10 100 1135 32 50 144 8 3 SNE(M)UI1206AN*N X X Fig2 145 @
MFB245125R12B40SN12 125 12 125 1385 40 63 164 9 3 SNE(M)U1206AN*N X X Fig2 295 @
MFB245160R15C40SN12 160 15 160 1735 40 63 164 9 3 SNE(M)U1206AN*N X X Fig3 429 @
MFB245200R18C60SN12 200 18 200 2135 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 632 @
MFB245200R20C60SN12 200 20 200 2135 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 630 @
MFB245250R21C60SN12 250 21 250 2635 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 939 O
MFB245315R24D60SN12 315 24 315 3285 60 80 257 14 3 SNE(M)U1206AN*N X X Figd 1828 O

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Face Milling
% DCON_
b i
MFB245 =0 /
¥
Arbor(Without Shim) o0 4
Fig2 <
a DCON_, g DCON
] pz ?Mrv i zanziiem i
T ;% A 1%
1 T =
DC 74\? % DC
DC; é DCX
Fig3 ) Figd
ia- Dimension(mm i
Ordering Code ‘Dla ‘Teeth (mm) APMX‘ Suitable for ‘Shim‘Coolant‘Shape‘V\éelg?t‘Stock
meter " DC DCX DCON LF KWW KDP | T T K)o
MFB245050R03A22SN12U 50 3 50 635 22 40 104 63 3 SNE(MJUI20BAN*N X +/  Figl 043 @
MFB245063R04A22SN12U 63 4 63 765 22 40 104 63 3 SNE(M)UI206AN*N X +/  Figl 0.64 @
MFB245080R05A27SN12U 80 5 80 935 27 50 124 7.0 3 SNE(M)UI206AN*N X +/ Figl 116 @
MFB245100R06B32SN12U 100 6 100 1135 32 50 144 80 3 SNE(MJUI206AN*N X X  Fig2 156 @
MFB245125R07B40SN12U 125 7 125 1385 40 63 164 9.0 3 SNE(MJUI20BAN*N X X  Fig2 312 @
MFB245160R08C40SN12U 160 8 160 173.5 40 63 164 9.0 3 SNE(MJUI20GAN*N X X  Fig3 453 @
MFB245200R10C60SN12U 200 10 200 2135 60 63 257 14 3 SNE(MJUI20BAN*N X X  Fig3 656 @
MFB245250R12C60SN12U 250 12 250 263.5 60 63 257 14 3 SNE(MJUI20BAN*N X X  Fig3 9.68 @
MFB245315R15D60SN12U 315 15 315 3285 60 80 257 14 3 SNE(MJUI20BAN*N X X  Fig4 18.65 @
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw RS Insert Screw Wrench
Torque
Shape
Inserts
SNE(M)U1206 Orgoe(;leng S183M050140-070101B 5.0N-m TI20PB TI20TB
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Face Milling

MFB275

Arbor(Without Shim)

Indexable Milling Cutter | MILLING

KDP

e

L]

g,

: :

Figd

ia- Dimension(mm i
Ordering Code ‘ o ‘Teeth (mm) APMX‘ Suitable for ‘Shim‘Coolant‘Shape‘welght‘Stock
meter " DC DCX DCON LF KWW KDP . T Ke)
MFB275050R04A22SN12 50 4 50 55 22 40 104 6.3 5 SNE(M)U1206ENEN X Vv Figl 031 @
MFB275063R05A22SN12 63 5 63 68 22 40 104 6.3 5 SNE(M)U1206ENEN X vV Figl 053 @
MFB275063R06A22SN12 63 6 63 68 22 40 104 6.3 5 SNE(M)UI206ENEN X Vv Figl 055 @
MFB275080R07A27SN12 80 7 80 85 27 50 124 7 5 SNE(M)UI206ENEN X Vv Figl 104 @
MFB275100R08B32SN12 100 8 100 105 32 50 144 8 5 SNE(M)UI206ENEN X X Fig2 141 e
MFB275125R10B40SN12 125 10 125 130 40 63 164 9 5 SNE(M)UI206ENEN X X Fig2 281 @
MFB275160R12C40SN12 160 12 160 165 40 63 164 9 5 SNE(M)UI206ENEN X X Fig3 395 @
MFB275200R14C60SN12 200 14 200 205 60 63 25.7 14 5 SNE(M)U1206ENEN X X Fig3 633 @
MFB275250R16C60SN12 250 16 250 255 60 63 25.7 14 5 SNE(M)U1206ENEN X X Fig3 10.27 O
MFB275315R20D60SN12 315 20 315 320 60 80 25.7 14 5 SNE(M)U1206ENEN X X Figd 18.97 O
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Recc_)rmmended Insert Screw Wrench
orque
%
Shape \ﬂ

Inserts /
SNE(M)U1206 Orcc':drg‘g SI83M050140-070101B 5.0N-m TI20PB TI20TB
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MILLING | Indexable Milling Cutter

Face Milling

MFB288 -

Arbor(Without Shim)

2
Fig3 - Figd )

Ordering Code ‘ e ‘Teeth Dimension(mm) APMX‘ Suitable for ‘Shim‘Coolant‘shape‘weight‘Stock

meter " DC DCX DCON LF KWW KDP ST (ke)

MFB288050R04A22SN12 50 4 50 51 22 40 104 63 7 SNE(M)UI206ZNEN X v Figl 030 @
MFB288063R05A22SN12 63 5 63 64 22 40 104 63 7 SNE(M)UI206ZNEN X v Figl 041 e
MFB288063L05A22SN12 63 5 63 64 22 40 104 63 7 SNE(M)UI206ZNEN X v Figl 050 @
MFB288063R06A22SN12 63 6 63 64 22 40 104 63 7 SNE(M)UI206ZNEN X v Figl 049 e
MFB288080R05A27SN12 80 5 80 81 27 50 124 7 7 SNE(M)UL1206ZNEN X v Figl 099 @
MFB288080R07A27SN12 80 7 8 81 27 50 124 7 7 SNE(M)UL1206ZNEN X v Figl 092 @
MFB288080L07A27SN12 80 7 8 81 27 50 124 7 7 SNE(M)UL1206ZNEN X v Figl 092 @
MFB288100R08B32SN12 100 8 100 101 32 50 144 8 7 SNE(M)UL206ZNEN X X  Fig2 129 e
MFB288125R10B40SN12 125 10 125 126 40 63 164 9 7 SNE(M)UL1206ZNEN X X Fig2 288 @
MFB288160R12C40SN12 160 12 160 161 40 63 164 9 7 SNE(M)U1206ZNEN X X Fig3 3.8 @
MFB288200R14C60SN12 200 14 200 201 60 63 257 14 7 SNE(M)UI206ZNEN X X Fig3 6.00 @
MFB288250R16C60SN12 250 16 250 251 60 63 257 14 7 SNE(M)U1206ZNEN X X  Fig3 9.64 O
MFB288315R20D60SN12 315 20 315 316 60 80 257 14 7 SNE(M)UI206ZNEN X X Figd 1696 O

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING
Face Milling
- LU
MFB288 TR
\ ‘ RN
Arbor( Without Shim) APMX J}/
LF
Fig5
) Dia- Dimension(mm) . . ‘ Weight
Ordering Code ‘ Teeth APMX  Suitable for  Shim Coolant Shape Stock
"€ meter =" pC DCX DCON LF LU - ' >MPE (ke
MFB288040R03P32SN12 40 3 40 41 32 110 30 7 SNE(M)U1206ZNEN X Vv Figs 067 @

Spare Parts

@ Stock O Available Upon Order

Part Name Inserts Screw Recommended Insert Screw Wrench
Torque
Shape
Inserts
SNE(M)U1206 Orcdc‘fg'e”g SI83M050140-070101B 5.0N-m TI20PB TI20TB
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MILLING | Indexable Milling Cutter

Recommended Cutting Data

A Cutting Feed Rate/Edges fz(mm)
Workpiece Hardness  Grade Specification (m?n) Speed Light Medium Heavy
Ve(m/min)  cutting(L) Cutting(M) Cutting(H)
SNE(M)UI206ANEN 1.5
GPM7120
250 0.2 0.25 03
Soft Steel < HB180 GA4225 SNE(M)UI206ENEN 2.5
o (210-290)  (0.1-0.3) (0.15-0.35) (0.2-0.4)
SNE(M)UI206ZNEN 3.5
SNE(M)UI206ANEN 1.5
Carbon GPM7120
GA4225 220 0.15 0.25 03
n Steel, Alloy HB180-350 ) -5 SNE(M)U1206ENEN 2.5 (180-260)  (0.1-0.2) (0.15-0.35) (0.2-0.4)
Steel
GP2115
SNE(M)UI206ZNEN 3.5
SNE(M)JUL206ANEN 1.5
GPM7120
Pre-harden GA4230 140 0.1 0.15 0.2
Steel  RC3545 cappns  SNE(MJUI20GENEN 2.5 15671800 (0.05-015) (0.1-0.2)  (0.1-0.3)
GP2115
SNE(M)UL206ZNEN 3.5
SNE(M)UI206ANEN 1.5
Stainless GM2140
; 180 0.15 0.25 03
(Ferrite, =< HB270 GM4135 SNE(M)UL206ENEN 2.5 8 ! : -
P e (140-220)  (0.1-0.2) (0.15-0.35) (0.2-0.4)
M SNE(M)UI206ZNEN 3.5
SNE(M)UL206ANEN 15
Stainless
: GM2140 160 0.1 0.15 0.2
<
(Austenite, <HB270 cp)os SNE(MJUL206ENEN 25 190°00)  (0.05:0.15) (0.10.2)  (0.10.3)
Diphasic)
SNE(M)UL206ZNEN 3.5
SNE(M)UI206ANEN 1.5
Grey Cast GK2115 180 0.15 0.2 03
ron | SHB280 | ciayo5 | SNE(MJUL20GENEN | 25 | 1 46500) | (0.1:0.2) | (0.1:0.3) | (0.2-04)
m SNE(M)UI206ZNEN 3.5
Nodular SNE(M)UL206ANEN 15
CastlIron
Iron, GK4125 160 0.15 0.2 03
<
vermicular SHB350  gyppys  SNE(MUL2OGENEN 25 (155900 (0.10.2) | (0.10.3)  (0.2:0.4)
Graphite
Castlron SNE(M)UI206ZNEN 3.5
- 0.15 0.2
Aluminium HB60-210 GN9125  SNEU1206ANFN 15 2300 | o109 | ©103) —
Heat. SNE(M)UL206ANEN 15
resistant
B Alloy and HRC3045 GSA130 SNEMJUL2OGENEN 25 00 S0 S8
Titanium . .
Alloy SNE(M)UI206ZNEN 3.5
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Face Milling

HNGU =0

Negative Twelve Edge Face Milling Insert

Dimension(mm)

Indexable Milling Cutter

MILLING

Coating Grade

pajeodun
PUWID)

Ordering Code
N O 1 & W Wi o W =
S RAI=ISE S 293825
LE IC S BS DILKNS RES S 5 vazIsd3Ias a3
< < ¥ F2Aao==XX0nIZa
CRRGANGH NS NCHNCH RCARCRRCANCARCA KGR RCRNT)
HNGUO604ANEN-GL 3.4 12 444 11 49 15° 1.0 ® ® O e @0 0 O
° HNGUO905ANEN-GL 4.6 15.88 5.52 135 5 15° 1.2 [} [
HNGU060432-GL 34 12 444 — 49 — 32 [} O O O O O O
HNGUO604ANEN-GM 3.4 12 448 11 49 15° 1.0 [ BN J e 0600 00
HNGUO905ANEN-GM 4.6 15.88 556 135 5 15° 1.2 e o e 06060 00
HNGU1307ANEN-GM 7.3 22.25 7.48 1.65 7.95 15° 1.3 o e OO0 e e @ O
HNGU130720-GM  10.5 22.25 748 — 795 — 20 (ONN ] O O OO0 OO0
HNGUO604ANEN-GH 3.4 12 448 1.1 49 15° 1.0 [} o 00
HNGUO905ANEN-GH 4.6 15.88 5.56 1.35 5 15° 1.2 [} e 00
HNGU1307ANEN-GH 7.3 22.25 7.48 1.65 7.95 15° 1.3 [} o e 0
HNGU060432-GH 34 12 448 — 49 — 32 [} O O
HNGU090543-GH 42 1588 556 — 5 — 43 [} O O
HNGU130720-GH  10.5 22.25 748 — 795 — 2.0 [} O O
HNGU130735-GH 88 2225 748 — 795 — 35 [} o O
% HNGUO604ANFN-GW 5.6 12 453 4.8 4.9 15° 1.2 [} ©)
° * HNGUO905ANFN-GW 7.8 15.88 554 6.1 5 15° 1.6 [} O

Note:

% The HNGU****ANFN-GW insert only corresponds to the MFC145 series of holders.

@Stock OAvailable Upon Order
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MILLING |

Indexable Milling Cutter

HNGU Series Geometry

Light Cutting for General Medium Cutting For General =~ Heavy Cutting For General Wiber
Material Material Material P
GL GM GH GW
Big rake ancle In general High strength cutting edge, Specialized wiped insert.
shgarper edge ? circumstances,high stability = suitable for interrupted cuts It can improve the

machining is realized.

and roughing.

machining surface quality.
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Face Milling

MFC115

Indexable Milling Cutter

KDP

DCON,

MILLING

Arbor
ia- Dimension(mm i i
Ordering Code n?e':erTeeth o ‘ S ‘DCON‘ I(_F }iWW KDP APMX Sunf’?rble Coolant Shape W&'é?tStock
MFC115040R05A16HNO6 40 5 40 53 16 40 84 56 1.6 HNGU0604 Vv Figl 030 @
MFC115050R04A22HN09 50 4 50 677 22 40 104 6.3 2.2 HNGU0905 Vv Figl 040 @
MFC115050R05A22HN06 50 5 50 63 22 40 104 6.3 1.6 HNGU0604 vV Figl 040 @
MFC115063R05A22HN09 63 5 63 807 22 40 104 6.3 2.2 HNGUO0905 Vv Figl 065 @
MFC115063R06A22HNO06 63 6 63 76 22 40 104 63 1.6 HNGUO0604 vV Figl 063 @
MFC115080R06A27HNO9 80 6 80 977 27 50 124 7 2.2 HNGU0905 4 Figl 133 @
MFC115080R08A27HNO6 80 8 80 93 27 50 124 7 1.6 HNGUO0604 vV Figl 134 @
MFC115100R08B32HNO9 100 8 100 117.7 32 50 145 8 2.2 HNGUO0905 X Fig2 183 @
MFC115125R09B40HN09 125 9 125 1427 40 63 164 9 2.2 HNGU0905 X Fig2 339 @
MFC115160R12C40HNO9 160 12 160 177.7 40 63 164 9 2.2 HNGUO0905 X Fig3 483 @
@ Stock O Available Upon Order
MFC115 8
Q Z|
Cylindrical Straight Type ABMX- &/ 8
15 |
st
Figd
Ordering Code ‘ bl ‘Teeth Dimension(mm) APMX‘ Suitable for ‘ Coolant ‘Shape‘weight‘Stock
meter = pC DCX DCON LF LU | | T Ke)
MFC115025R03P20HNO6 25 3 25 382 20 120 32 16 HNGU0604 Vv Figd 0.32 ([ ]
MFC115032R03P25HNO6 32 3 32 45 25 130 40 16 HNGU0604 4 Figd 054 @

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Face Milling

MFC115

Replaceable Tool Head

DC

DCX

T
0
=
3
L

CRKS

DCON
DCSFMS

Suitable for Coolant Shape V\élek'é;]t Stock

Ordering Code ‘ ia ‘ Dimension(mm)

Dia- teeth APMX
‘metef‘ DC ‘ DCX ‘ DCON ‘DCSFMS‘ LF ‘ CRKS
MFC115025R03M16HNO6 25 3 25 38.2 17 29 32 Ml16 1.6 HNGU0604 \/ Figs  0.17 o

MFC115032R03M16HNO6 32 3 32 45 17 29 40 M16 1.6 HNGU0604 v Figb 026 @

@ Stock O Available Upon Order

Spare Parts

Part Name Inserts Screw Recqrmmended Insert Screw Wrench
orque
Shape
Inserts
HNGU0604 O'rcd:gg‘g SR30M040100K 3.5N-m TT15PQ TT15TQ
HNGU0905 Orcd(f(;g‘g SR30M040100K 3.5N-m TT15PQ TT15TQ
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Indexable Milling Cutter | MILLING

Face Milling
g -DCON_
i i
v
MFC145 Cmml
Arbor ;
Fig2
o DCON
AT |
o
. DC:
Sparse Pitch A
Figa
ia- Dimension(mm i i
Ordering Code b Teeth (mm) APMX Su:ctable Coolant Shape = Stock
meter DC  DCX DCON LF KWW KDP or (KG)
MFC145040R04A16HNO6 40 4 40 48 16 40 84 5.6 3.2 HNGU0604 Figl 0.24 (]
MFC145050R04A22HN0O6 50 4 50 58 22 40 104 63 3.2 HNGU0604 Figl  0.30 (]
MFC145050R04A22HN09 50 4 50 60.6 22 40 104 63 4.5 HNGU0905 Figl  0.28 (]
MFC145063R04A22HN06 63 4 63 71 22 40 104 63 3.2 HNGU0604 Figl 0.51 (]
MFC145063R05A22HN09 63 5 63 73.6 22 40 104 63 45 HNGU0905 Figl  0.50 ®
MFC145080R04A27HN13 80 4 80 95.4 27 50 124 7 8.0 HNGU1307 Figl 1.04 (]
MFC145080R05A27HNO6 80 5 80 88 27 50 124 7 3.2 HNGU0604 Figl 1.16 ®
MFC145080R05A27HNO9 80 5 80 90.6 27 50 124 7 4.5 HNGU0905 +/ Figl 1.13 (]
MFC145100R05B32HN13 100 5 100 1154 32 50 145 8 8.0 HNGU1307 X Fig2  1.50 [ )
MFC145100R06B32HNO6 100 6 100 108 32 50 145 8 3.2 HNGUO0604 X Fig2 1.64 [ )
MFC145100R06B32HNOS 100 6 100 1106 32 50 145 8 4.5 HNGU0905 X Fig2  1.66 [ )
MFC145125R06B40HN13 125 6 125 1404 40 63 164 9 8.0 HNGU1307 X Fig2 295 (]
MFC145125R08B40HNO6 125 8 125 133 40 63 164 9 3.2 HNGUO0604 X Fig2  3.01 [ )
MFC145125R08B40HNO9 125 8 125 1356 40 63 164 9 4.5 HNGU0905 X Fig2  3.10 (]
MFC145160R09C40HN13 160 9 160 1754 40 63 164 9 8.0 HNGU1307 X Fig3  4.16 (]
MFC145160R10C40HNOS 160 10 160 170.6 40 63 164 9 4.5 HNGU0905 X Fig3  4.08 (]
MFC145200R12C60HN13 200 12 200 2154 60 63 25.7 14 8.0 HNGU1307 X Fig3  5.89 (]
MFC145200R16C60HNOS 200 16 200 210.6 60 63 25.7 14 4.5 HNGU0905 X Fig3 ~ 5.70 (]
MFC145250R12C60HN13 250 12 250 2654 60 63 25.7 14 8.0 HNGU1307 X Fig3 11.71 (]
MFC145250R20C60HNOS 250 20 250 260.6 60 63 25.7 14 4.5 HNGU0905 X Fig3 11.53 (]
MFC145250L20C60HNOS 250 20 250 260.6 60 63 25.7 14 4.5 HNGU0905 X Fig3 11.53 O
MFC145315R14D60HN13 315 14 315 3304 60 80 25.7 14 8.0 HNGU1307 X Figd 17.11 (]
MFC145315R24D60HNO9 315 24 315 3256 60 80 25.7 14 4.5 HNGU0905 X Figd 16.81 (]

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Face Milling
_ —
L
MFC145 : =
Arbor :
Fig2
: A7 m
% HL
Dense Pitch -
Fig4
Ordering Code biE- Teeth Dimension{mm) APMX Sl Coolant Shape e Stock
meter DC  DCX DCON LF KWW KDP for (KG)
MFC145040R05A16HNO6 40 5 40 48 16 40 84 56 3.2 HNGU0604 Vv Figl 0.23 [ ]
MFC145050R05A22HN06 50 5 50 58 22 40 104 6.3 3.2 HNGU0604 vV Figl 0.28 ([ ]
MFC145050R05A22HNQO9 50 5 50 60.6 22 40 104 6.3 4.5 HNGU0905 vV Figl  0.27 ([ ]
MFC145050R06A22HN0O6 50 6 50 58 22 40 104 6.3 3.2 HNGU0604 v Figl 0.30 ([ ]
MFC145063R06A22HN0O6 63 6 63 71 22 40 104 6.3 3.2 HNGU0604 vV Figl 0.48 ([ ]
MFC145063R06A22HN09 63 6 63 73.6 22 40 104 6.3 4.5 HNGUO0905 Vv Figl  0.47 [}
MFC145063R07A22HNO9 63 7 63 73.6 22 40 104 6.3 4.5 HNGUO0905 vV Figl 0.47 ([ ]
MFC145063R08A22HN06 63 8 63 71 22 40 104 6.3 3.2 HNGUO0604 Vv Figl  0.49 ([ ]
MFC145080R06A27HNO9 80 6 80 90.6 27 50 124 7 4.5 HNGU0905 Vv Figl 1.10 [}
MFC145080R08A27HNO6 80 8 80 88 27 50 124 7 3.2 HNGU0604 Vv Figl 1.12 (J
MFC145080R09A27HNO9 80 9 80 90.6 27 50 124 7 4.5 HNGU0905 Vv Figl  1.05 [}
MFC145080R10A27HNO6 80 1 80 88 27 50 124 7 3.2 HNGU0604 v Figl 1.11 ([ ]
MFC145100R08B32HNOS9 100 8 100 1106 32 50 145 8 4.5 HNGU0905 X Fig2  1.59 [ ]
MFC145100R09A32HNO6 100 9 100 108 32 50 145 8 3.2 HNGU0604 v Figl 1.80 ([ ]
MFC145100R09B32HNO6 100 9 100 108 32 50 145 8 3.2 HNGUO0604 X Fig2 1.61 [
MFC145100R11B32HNO9 100 11 100 1106 32 50 145 8 4.5 HNGU0905 X Fig2  1.56 [
MFC145100R12A32HNO6 100 12 100 108 32 50 145 8 3.2 HNGUO0604 vV Figl 1.80 ([ ]
MFC145100R12B32HNO6 100 12 100 108 32 50 145 8 3.2 HNGUO0604 X Fig2 1.61 [
MFC145125R10B40HNO9 125 10 125 1356 40 63 164 9 4.5 HNGUO0905 X Fig2  3.06 [
MFC145125R12B40HNO6 125 12 125 133 40 63 164 9 3.2 HNGUO0604 X Fig2 3.01 ([ ]
MFC145125R14B40HNO9 125 14 125 1356 40 63 164 9 4.5 HNGUO0905 X Fig2 3.01 [
MFC145125R16B40HNO6 125 16 125 133 40 63 164 9 3.2 HNGUO0604 X Fig2  3.05 (]
MFC145160R12C40HNO9 160 12 160 1706 40 63 164 9 4.5 HNGUO0905 X Fig3 4.20 ([ ]
MFC145160R16C40HNOS 160 16 160 170.6 40 63 164 9 4.5 HNGU0905 X Fig3 4.25 °
MFC145200R10C60HN13 200 10 200 2154 60 63 25.7 14 8.0 HNGU1307 X Fig3 5.81 [ ]
MFC145250R14C60HN13 250 14 250 2654 60 63 25.7 14 8.0 HNGU1307 X Fig3 1144 @
MFC145315R18D60HN13 315 18 315 3304 60 80 25.7 14 8.0 HNGU1307 X Figd 1697 @

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING
Face Milling
MFC145 34 )
[a]
Cylindrical Straight Type APMX J;Q/ §
13
Figs
Sparse Pitch
ia- Dimension(mm i
Ordering Code ‘ u ‘Teeth (mm) APMX‘ Suitable for ‘Coolant‘Shape‘we'ght‘Stock
meter U pC DCX DCON LF LU | | T KG)
MFC145025R02P20HNO6 25 2 25 33 20 120 32 3.2 HNGUO0604 V Figb  0.30 [ ]
MFC145025R03P25HNO6L 2 | 3 25 33 20 200 32 3.2 HNGU0604 Vv Figs 0.73 ([ ]
MFC145032R03P25HN06 32 3 32 40 25 130 40 3.2 HNGU0604 V Figs 0.51 (]
MFC145040R03P25HNO9 40 3 40 50.7 25 107 50 45 HNGU0905 v Figs  0.60 (]
MFC145025R03P20HNO6 25 3 25 33 20 120 32 3.2 HNGU0604 V Figs 0.29 [ ]
MFC145032R04P25HN06 32 4 32 40 25 130 40 3.2 HNGU0604 Vv Figs  0.50 ([ ]
MFC145040R04P25HNO9 40 4 40  50.7 25 107 50 45 HNGU0905 vV Figb  0.57 ®
@ Stock O Available Upon Order
88 Ny-8E
[a
MFC145 SEE
) APMX__[|\ IS
Side Clamp Type | a
W e
Fig6
ia- Dimension(mm i
Ordering Code ‘ U ‘Teeth (mm) APMX‘Suitable for‘ Coolant ‘Shape‘we'ght‘Stock
meter DC  DCX DCON LF LU | | | - (KG)
MFC145025R03W20HN06 25 3 25 33 20 82 32 32 HNGU0604 4 Fig6 0.21 ®
MFC145032R03W25HN06 32 3 32 40 25 97 40 3.2 HNGUO0604 v Fig6 0.41 ([ ]
MFC145040R03W25HN09 40 3 40 50.6 25 107 50 4.5 HNGUO0905 Vv Fig6  0.59 [ ]
MFC145032R04W25HN06 32 4 32 40 25 97 40 3.2 HNGUO0604 v Fig6  0.39 (]
MFC145040R04W25HN09 40 4 40 50.6 25 107 50 4.5 HNGUO0905 Vv Fig6  0.57 (]

@ Stock O Available Upon Order
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MILLING |

Face Milling

MFC145

Indexable Milling Cutter

%f

DCX

o

Replaceable Tool Head o 982
—~I45° © Q§
LF
Fig7
ia- Dimension(mm i i
Ordering Code ‘D|a ‘Teeth (mm) APMX‘ Suille ‘Coolant‘Shape‘welght‘Stock
‘metef‘ DC DCX DCON DCSFMS LF CRKS for ‘ ‘ (KG) ‘
MFC145025R03M16HNO6 25 3 25 33 17 29 32 M16 3.2 HNGU0604 Vv Fig7  0.15 [ ]
MFC145032R03M16HNO6 32 3 32 40 17 29 40 M16 3.2 HNGUOG04 /  Fig7 022 @
MFC145032R04M16HNO6 32 4 32 40 17 29 40 M16 32 HNGUOG04 /  Fig7 019 @
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Recgl_mmended Insert Screw Wrench
orque
Shape
Inserts
HNGU0604 O?:ég‘g SR30M040100K 3.5N-m TT15PQ TT15TQ
HNGU0905 Orcd:ég‘g SR30M040100K 3.5N-m TT15PQ TT15TQ
HNGU1307 O?jg':g SR45M0601601K 8.0N-m — TI25TQ
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Indexable Milling Cutter | MILLING

Face Milling

- é | .

MFC160 Y mm N

Arbor box é
Fig2

Sparse Pitch

‘ Dia- ‘ Dimension(mm) ‘ ‘Weight‘

Ordering Code Teeth APMX Suitable for‘ Coolant‘Shape Stock
meter "7 pC DCX DCON LF KWW KDP | | T KG)
MFC160040R04A16HNO6 40 4 40 46.1 16 40 84 56 43 HNGU0O604 vV Figl 0.23 [ ]
MFC160050R04A22HNO6 50 4 50 56.1 22 40 104 6.3 4.3 HNGU0604 Vv Figl  0.29 (]
MFC160050R05A22HN09 50 5 50 58 22 40 104 6.3 7.4 HNGU0905 Vv Figl 0.26 ®
MFC160063R04A22HNO6 63 4 63 69.1 22 40 104 6.3 4.3 HNGU0604 Vv Figl  0.50 [ ]
MFC160063R06A22HN0O9 63 6 63 71 22 40 104 6.3 7.4 HNGU0905 Vv Figl 0.46 ®
MFC160080R05A27HN06 80 5 80  86.1 27 50 124 7 43 HNGU0604 v Figl 107 @
MFC160080R08A27THNO9 80 8 80 88 27 50 124 7 7.4 HNGUO0905 Vv Figl 105 @
MFC160100R06B32HNO6 100 6 100 106.1 32 50 145 8 4.3  HNGU0604 X Fig2  1.59 [}
MFC160100R10B32HNOS 100 10 100 108 32 50 145 8 7.4 HNGU0905 X Fig2 1.54 [}
MFC160125R08B40HNO6 125 8 125 131.1 40 63 164 9 4.3  HNGU0604 X Fig2  3.02 [}
MFC160125R12B40HNOS 125 12 125 133 40 63 164 9 7.4 HNGU0905 X Fig2  3.02 [}
MFC160160R14C40HNO9 160 14 160 168 40 63 164 9 7.4  HNGUO0905 X Fig3  4.40 ([ ]
MFC160200R16C60HNO9 200 16 200 208 60 63 257 14 7.4 HNGU0905 X Figd 6.00 @
MFC160250R16C60HNO9 250 16 250 258 60 63 25.7 14 7.4 HNGU0905 X Fig3 1238 @
@ Stock O Available Upon Order
Dense Pitch
ia- Dimension(mm i
Ordering Code ‘ U ‘Teeth (mm) APMX ‘Suitablefor‘ Coolant‘Shape‘we'ght‘Stock
meter "7 pC DCX DCON LF KWW KDP | | T (ke)
MFC160040R05A16HNO6 40 5 40 46.1 16 40 84 56 43 HNGU0604 Vv Figl 0.22 (]
MFC160050R05A22HN0O6 50 5 50 56.1 22 40 104 6.3 4.3 HNGUO0604 Vv Figl 0.29 ([ ]
MFC160063R06A22HNO6 63 6 63 69.1 22 40 104 6.3 4.3 HNGUO604 v Figl 0.46 ([ ]
MFC160080R08A27THNO6 80 8 80 86.1 27 50 124 7 4.3  HNGUO0604 v Figl 1.03 ([ ]
MFC160100R09B32HNO6 100 9 100 106.1 32 50 145 8 4.3 HNGUO0604 X Fig2 1.55 [ ]
MFC160125R12B40HNO6 125 12 125 1311 40 63 164 9 4.3  HNGUO0604 X Fig2 2.98 (]

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Spare Parts

Part Name Inserts Screw Recc_:rmmended Insert Screw Wrench
orque
Shape
Inserts
HNGU0604 Orcdfdrg‘g SR30M040100K 35N m TT15PQ TT15TQ
HNGU0905 Orcd;;:‘g SR30M040100K 3.5N-m TT15PQ TT15TQ
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Indexable Milling Cutter | MILLING
Recommended Cutting Data
A(mm) Feed Rate/Edges fz(mm)
mm : :
Workpiece Hardness Grade Specification ’ Csl:;;g‘d_g Culéignh;(u Medium Cutting(M) =~ Heavy Cutting(H)
wrcas wrcs wrcieo ™ EClas  MFCLIS NECLS mrciis  MECLS/
HNGUO6 | 06 | 1 | 16 (o.ogié.ls) (o.giiz) (0.01"-1(?.2) (o.éizzl.s) (o.1gi(23.25)
SoftSteel < HB180 Lt HNGUDS | 08 16 3 (21%?390) (0.01'-105.2) (o.éﬁ.S) (0.1%.25) (iig) (o%-ztis)
HNGUL3 | — | 32 | — - - (0.1%.25) - (0%-233)
- - MBI QRS LS (o.ogié.ls) (o.gﬁ.z) (o.oi-l(iz) (o.éﬁ.s) (0.11(3)1%).25)
arobon
n Steg’e’(::by Hgégo- gﬁﬁig L (18%)%360) (0.01'-105.2) (o.zﬁ.s) (o.1g1(2).25) (iﬁg) (0%—205.3)
HNGU13 | — | 32 | — - - (0.1%.25) - (0%—25).3)
S HNGUOG | 06 | 1 | 16 (0.0223.15) (o.glg.s) (o.o%—loz.le) (0.6%1.2) (0.01'-105.2)
e ey HRC35-45 oha3z>| fiNGUms | 08 ) 18 3 (10%)‘-1380) (o.ogirl).ls) (0.6%1.2) (0.01'-105.2) (O.éfl.S) (0.1213.25)
HNGUL3 | — | 32| — - - (0.01'-132) - (o.1gi(23.25)
- i LIS LRI R e (o.ogié.ls) (o.gf.z) (091’-1(;2) (0.31:21.5) (o.1(5)i%.25)
ainless
Méifgg;ete) = B GGP":A47113250 ANEES e L9 (14%)2-3320) (0.01'-105.2) (o.slslis) (o.1g1(2).25) (iﬁg) (o%-ztis)
M ANEUIE = 2 - - (0.15%.25) - (092'-253)
o HNGUO6 | 06 | 1 | 16 (o.ogié.ls) (o.glg.s) (0.006-1&18) (0.6%1.2) (091'-1(52)
alntess
&;;tai?ét)e < HB270 gmﬁ'g HNGU0S | 08 | 16 | 3 (10%)‘-1;)80) (0.022(1)‘15) (0.6%1‘2) (0.()i-1()5.2) (o.eﬁ.s) (o‘1gl(2).25)
HNGULS | — | 32 | — - - (0.01'-105.2) - (o.1glé.25)
HNGU06 | 06 | 1 | 16 (o.ogié.ls) (o.gi?.z) (o.oi-ltiz) (o.zﬁ.s) (0.1%.25)
Gr?oiag = Bl g&ﬁg AREIED e L | (14%5320) (0.01'-105.2) (o.éi.s) (o.1g13.25) (iig) (o.%-z(is)
m R o - - (o.1(5)i%.25) - (092’-2(;3)
CNosIular HNGUO6 | 06 | 1 | 16 (0.0&%.15) (o.gli.z) (0.01‘-132) (o.tﬁ.s) (o.1g1%).25)
ast Iron,
Vgrrggf]‘l‘t':r < HB350 gﬁgﬁg HNGU0S | 08 | 16 | 3 (12%)(-5300) (0.01'-105.2) (o.éﬁ.s) (0.15(3):%).25) (ilg) (092'-2(?3)
Castlron HNGUI3 | — | 32 | — - - (o.1gl(2).25) - (0%—2(53)
Heat- HNGUOG | 06 | 1 | 16 (o.ogi(l).ls) (o.gigj) (0.0%-1(%18) - -
B éﬁi;t::é HRC30-45 GS4130 HNGU09 08 16 3 (3(‘)‘_%0) (0.02:%).15) (o'g:g‘s) (0.01'-105.2) - -
itanium
Alloy HNGUIZ  — 32  — - - (0.01'-105.2) - -
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MILLING | Indexable Milling Cutter

Face Milling

HNE(M)X [N

Negative Twelve Edge Face Milling Insert ‘\

RE IC S

S| o

a ®

Dimension(mm) Coating Grade g 3

o o

Ordering Code 9 g9 9 a 9 a 'S_r', n 9 g E a E

LE Ic s RE § I $E5EF I ITIITI T T2 2

< < < o ol = | =2 | X | X |l Z2|a

O O O G} OO0 OOV VLo v v v o
HNEX090510-KF 82 162 556 1.0 o0 0
. HNEX090520-KF 7.0 162 556 2.0 °
HNEX090520-KM 72 162 556 2.0 e o
. HNMX090520-KM 72 162 556 2.0 o o
HNEX090516-KR 7.8 162 556 1.6 o o
HNEX090530-KR 6.2 162 556 3.0 o o
HNMX090516-KR 78 162 556 1.6 e O
* HNEX090502-WC 6.6 15.875 5.56 0.2 O e

@Stock OAvailable Upon Order
Note:

% The HNEX090502-WC insert only corresponds to the MFB160 series cutter body.
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HNE(M)X Series Geometry

Indexable Milling Cutter |

MILLING

. . " Medium Cutting for Heavy Cutting for .
Light Cutting for Iron Material ron Material Iron Material Wiper
KF KM KR WC

Light cutting breaker, big
rake angle, small arris
width, small breaker width.

Medium cutting breaker,
sector design, unique arris-
width design.

Heavy load cutting breaker,
big breaker width and
unique rake face design.

Specialized wiped insert,
matching adjustable holder
could reach high surface
quality and stability.
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MILLING | Indexable Milling Cutter

Face Milling

MFB160 Ve i

Arbor

]
s}
]
=4

DCON
§ [

oo w
DCX.

Fig3
ia- Dimension(mm i
Ordering Code ‘Dla ‘Teeth (mm) APMX‘ Suitable for ‘Coolant‘Shim‘Shape‘welght‘Stock
meter =7 pC DCX DCON LF KWW KDP | (ko)
MFB160125R12B40HNO9 125 12/3 125 135 40 63 164 9 8 HNE(M)X0905 X v Figl 451 @
MFB160125R15B40HN09 125 15/3 125 135 40 63 164 9 8 HNE(M)X0905 X v Figl 439 @
MFB160160R20C40HNO9 160 20/4 160 170 40 63 164 9 8 HNE(M)X0905 X v Fig2 669 @
MFB160200R25C60HNO9 200 25/5 200 210 60 63 25.7 14 8 HNE(M)X0905 X v Fig2 983 @
MFB160250R30C60HNO9 250 30/6 250 260 60 80 257 14 8 HNE(M)X0905 X v/ Fig2 1743 ©O
MFB160315R40D60HNO9 315 40/8 315 325 60 80 25.7 14 8 HNE(M)X0905 X v/ Fig3 2437 ©O
@ Stock O Available Upon Order
Spare Parts
Part Name Shim  Shim Screw Wrench Inserts Screw  Adjustable Lamp Insert Screw Wrench

Shape

Inserts

HNE(M)X0905 Orcdcfgg‘g CWA02B ~ CWAOLB  SDAMO060200B SDAMO0802458B ~ AMFB1601RAB  TH30LB = TH40LB
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Face Milling

MFB260

Indexable Milling Cutter

[ MILLING

Arbor
5 ocon
1% ) D7 BN FM\ !
o T N J
| = 4 e I3
Sparse Pitch Fig3 ) Fig4
Ordering Code ‘ Uk ‘Teeth Dimension{mm) APMX‘ Suitable for ‘Coolant‘shim‘Shape‘weight‘Stock
meter = DC DCX DCON LF KWW KDP | ST (KG)
MFB260063R05A22HNO9 63 5 63 72 22 40 104 63 8 HNE(M)X0905 X X Figl 062 @
MFB260080R06A27HNO9 80 6 80 90 271 50 124 7 8 HNE(M)X0905 X X Figl 131 @
MFB260100R08B32HNOS 100 8 100 110 32 50 144 8 8 HNE(M)X0905 X X Fig2 192 e
MFB260125R12B40HN0OS 125 12 125 135 40 63 164 9 8 HNE(M)X0905 X X Fig2 360 @
MFB260160R15C40HNO9 160 15 160 170 40 63 164 9 8 HNE(M)X0905 X X Fig3 531 @
MFB260200R18C60HNO9 200 18 200 210 60 63 257 14 8 HNE(M)X0905 X X Fig3 753 @
@ Stock O Available Upon Order
Dense Pitch
Ordering Code ‘ e ‘Teeth Dimension{mm) APMX‘ Suitable for ‘Coolant‘shim‘Shape‘weight‘Stock
meter =" pC DCX DCON LF KWW KDP | ST (KG)
MFB260080R08A27THNO9 80 8 80 90 27 50 124 7 8 HNE(M)X0905 X X Figl 129 @
MFB260080R10A27HNO9 80 10 80 90 27 50 124 7 8 HNE(M)X0905 X X Figl 126 @
MFB260100R10B32HN0O9 100 10 100 110 32 50 144 8 8 HNE(M)X0905 X X Fig2 190 e
MFB260100R14B32HN0O9 100 14 100 110 32 50 144 8 8 HNE(M)X0905 X X Fig2 18 @
MFB260125R15B40HN0S 125 15 125 135 40 63 164 9 8 HNE(M)X0905 X X Fig2 355 @
MFB260160R20C40HN09 160 20 160 170 40 63 164 9 8 HNE(M)X0905 X X Fig3 525 @
MFB260200R25C60HNO9 200 25 200 210 60 63 257 14 8 HNE(M)X0905 X X Fig3 739 @
MFB260250R30C60HNO9 250 30 250 260 60 80 257 14 8 HNE(M)X0905 X X Fig3 1631 O
MFB260315R40D60HN09 315 40 315 325 60 80 257 14 8 HNE(M)X0905 X X  Figd 2489 O
MFB260315L40D60HN09 315 40 315 325 60 80 257 14 8 HNE(M)X0905 X X Figd 2489 O

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Spare Parts

Part Name Insert Wedge Block Insert Dowel Screw Wrench
~
~~
~ Shape
~
Inserts ~_
~
HNE(M)X0905 Orcd:(;'e"g CWAO01B SDAM060200B TH30LB

Recommended Cutting Data

) - Ap Cutting Feed Rate/Edges fz(mm)
Workpiece Hardness Grade Specification (mm) Speed Light Medium Heavy
Ve(m/min)  cutting(L) Cutting(M) Cutting(H)
Grey Cast < GK2115 280 0.15 0.2 0.3
ron | SHB280 - guaios  HNE(MXO905S 4 4gh400)  (0.10.2)  (0.10.3) | (0.2-0.4)
m Nodular
Cast Iron
Lo GK4125 230 0.1 0.15 0.2
<
vermicular | SHB350  giop35  HNEMIX0905 4 (1557350)  (0.050.15) (0.10.2)  (0.15-0.3)
Graphite
Cast Iron
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Face Milling

SBEX

ISO Milling Insert

Indexable Milling Cutter | MILLING

o]
t
Dimension(mm) Uncoated Coated Coated
Ordering Code
n n n =) L =
4.3 8§ 3 4§ F§
LE IC S BS b= S S S 5 S
< 4 < < a o
(G} [G) (G} (G} [G] o
SBEX120477-1 11.18 12.7 4.76 0.8 @]
®Stock OAvailable Upon Order
SEEN/SEMN/SEEX + 7
\‘ BS %
ISO Milling Insert g f%f
. wf~2
IC \
Dimension(mm) Uncoated Coated Coated
Ordering Code
n 0 o] o 0 =
- = & & 98 =
LE IC S BS o o < < <t =
< < < < o a
S G} [C] [G] @) o
SEEN1203AFTN 8.8 12.7 3.18 2.3 @) O (]
SEEN1204AFTN 8.8 12.7 4,76 2.4 @)
SEEN1504AFTN 10.45 15.875 4,76 2.4 @) [ ]
SEMN1203AFTN 8.8 12.7 4,76 2.4 @) [ )
SEEN1203AFEN 8.8 12.7 3.18 2.3 [ ]
SEEX1203AFTN 8.8 12.7 3.18 3.0 o

@®Stock OAvailable Upon Order
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MILLING | Indexable Milling Cutter

Face Milling

SPEN

ISO Milling Insert

Dimension(mm) Uncoated Coated Coated
Ordering Code

n n N o n =

= 2 § & 3§ &

LE IC S RE 3 S g g 5 s

<< = << << o o

S G} S S © G}
SPEN150420T 13.87 15.875 4.76 2.0 O
SPEN150430T 12.87 15.875 4.76 3.0 O
SPEN190424T 16.65 19.05 4,76 2.4 O
SPEN250730T 22.4 25.4 7.94 3.0 O
SPEN190424-WC 15.65 19.05 4.76 2.4 O
SPEN250730-WC 21.45 25.4 7.94 3.0 O

074 _ GESAC

®Stock OAvailable Upon Order



Indexable Milling Cutter | MILLING

Face Milling

SPK(M)N

ISO Milling Insert

Dimension(mm) Uncoated Coated Coated
Ordering Code - - - - - -
Le ic s s (2|2 &18|9]| =
3 3 3 & & 3
SPKN1203EDL 10.8 12.7 3.18 1.4 (@) (@) (@) (@)
SPKN1203EDR 10.8 12.7 3.18 14 @) @) [ ]
SPKN1203EDTL 10.8 12.7 3.18 1.4 (@)
SPKN1203EDTR 10.8 12.7 3.18 14 [ ]
SPKN1504EDL 13.5 15.875 4.76 1.4 [ ]
SPKN1504EDR 13.5 15.875 4.76 1.4 [ ] [ ]
SPKN1504EDTL 13.5 15.875 4.76 1.4 (@) (@)
SPKN1504EDTR 13.5 15.875 4.76 1.4 (@) [ ]
SPKN1905EDL 15.1 19.05 5.56 2.7 (@)
SPKN1905EDR 15.1 19.05 5.56 2.7 @)
SPKN1905EDTL 15.1 19.05 5.56 2.7 O
SPKN1905EDTR 15.1 19.05 5.56 2.7 (@)
SPMN1504EDL 13.5 15.875 4.76 1.4 O
SPMN1504EDR 13.5 15.875 4.76 14 [
SPMN1504EDTR 135 15.875 4.76 1.4 O

@®Stock OAvailable Upon Order
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MILLING | Indexable Milling Cutter
Face Milling
(] s
SPEN-W | 7
e
ISO Milling Insert k %
15° {
BS
Dimension(mm) Uncoated Coated Coated
Ordering Code
0 0 0 o %] =
= 2 § & § &
LE IC S BS s s S g ¢ 3
<< = << << o o
O © O O o IG]
SPEN1504EDL-W 15.5 15.875 4.76 10.2 O
SPEN1504EDR-W 155 15.875 4.76 10.2
@Stock OAvailable Upon Order
s
- BS
ISO Milling Insert
11°|\Lﬁ
Dimension(mm) Uncoated Coated Coated
Ordering Code
n n n =) n =
= 2 § & 8§ &
LE IC S BS s s S g ¢ 3
< < < < a o
o) G} S 5} o IG]
SPER1203EDTL-MR 10.2 12.7 3.18 1.3 O
SPER1203EDTR-MR 10.2 12.7 3.18 13
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Indexable Milling Cutter | MILLING

Face Milling

SPNR

ISO Milling Insert

Dimension(mm) Uncoated Coated Coated
Ordering Code
0 0 0 o %] =
513/5/8/8| 5
LE IC S RE > S S S 5 3
< < < < a T
[G) @) O [G) © o
SPNR150424T 13.475 15.875 4.76 24 O

@®Stock OAvailable Upon Order

s
S C a
ISO Milling Insert
11°
Dimension(mm) Uncoated Coated Coated
Ordering Code
L n L o L =
= 2§ & § &
LE IC S D1 RE 3 S g g S s
< < < < a a
) o S S G} o
SPCW120412 115 12.7 4.76 5.5 1.2 O O
SPCW120416 111 12.7 4.76 5.5 1.6
SPCW150516 14.275  15.875 5.56 5.5 1.6 O

@®Stock OAvailable Upon Order
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MILLING | Indexable Milling Cutter

Face Milling

TPER/TPKR/TPKN

ISO Milling Insert

IC
d
N |

\

LE 30°
Dimension(mm) Uncoated Coated Coated
Ordering Code ) 0 ) o 0 =
5 2 0§ & § &
LE IC S BS e S 3 3 5 S
S (G) [G] S © G]
TPER1603PDTL-MR 13.2 9.525 3.18 13 O
TPER1603PDTR-MR 13.2 9.525 3.18 13 O
TPKR1603PPTR 13.6 9.525 3.18 13 [}
TPKN1603PDL 134 9.525 3.18 13 [}
TPKN1603PDR 134 9.525 3.18 13 O [} [}
TPKN1603PDTL 134 9.525 3.18 13 O
TPKN1603PDTR 134 9.525 3.18 13 [ ]
TPKN2204PDL 18.66 12.7 4.76 1.4 O
TPKN2204PDR 18.66 12.7 4,76 1.4 [ ] [ ]
TPKN2204PDTL 18.66 12.7 4.76 1.4 O
TPKN2204PDTR 18.66 12.7 4.76 1.4 O O O [ J
@®Stock OAvailable Upon Order
s
ISO Milling Insert
RE 11°I(\4
Dimension(mm) Uncoated Coated Coated
Ordering Code - ) - - i =
4 2§ 8 § §
LE IC S RE 1S) o < < < b=y
< < < < o a
U] (G) U] U] [G] o
TPNR220424T 16.08 12.7 4.76 2.4 O

@®Stock OAvailable Upon Order
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Indexable Milling Cutter | MILLING

Shoulder Milling

APM(G)T

Positive Two Edge Shoulder Milling Insert

= 8
Dimension(mm) Coating Grade s 3
2 &
Ordering Code v g n a 9 0 (3 § L w g wy =
LE Wi s BS DI RES S 5§ 833 TSI T 3 3
< ||| =l = =X (X |9z Z2|a
Clolo|Llolo O O|lolu|lolb oo
APMT1135PDER-PL 9.7 6.16 3.5 192 28 08 @ @ @ ® [ ] (

a APMT1604PDER-PL 14.9 9.26 476 2 46 08 © @ @ [
APMT1135PDER-PM 9.7 6.16 3.5 192 28 0.8 @ @ @ (] e 6 o o ([ ]
APMT113504R-PM 9.7 6.16 3.5 192 2.8 04 ® O (]
APMT1604PDER-PM 149 9.26 476 2 46 08 © @ @ (] e 6 o o [
APMT160416R-PM 149 9.26 476 2 4.6 1.6 ® O
APMT113508-GM 9.7 6.16 3.5 192 2.8 0.8 O

a APMT160410-GM 149 9.26 476 2 4.6 1.0 @) [ ] (]

APMT1135PDER-PR 9.7 6.16 3.5 187 28 0.8 @ @ @ [ ] o o [ ]

a APMT1604PDER-PR 14.9 9.26 4.76 2.2 46 08 ®© @ @ ([ ] e 6 o o
APGT1135PDFR-AL 9.7 6.16 3.5 1.92 2.8 0.8 o
APGT1604PDFR-AL 14.9 9.26 4.76 2.2 4.6 0.8 (]

(30(, A

@Stock OAvailable Upon Order
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MILLING |

Indexable Milling Cutter

APM(G)T Series Geometry

Light Cutting for
General Material

Medium Cutting for
General Material

Medium Cutting for
General Material

Steel Workpiece
Heavy Cutting

Aluminum Cutting

=
=0

N—
P=
=)

\

—
PL PM GM PR AL

Light load cutting

U’?der normgl with low cutting Ur]der “0".“?' Suitable on Suitable on Al

working conditions, ; working conditions, 5 :
: . resistance, Get : - roughing, good processing, sharp

Achieve high 5 Achieve high : e

better processing edge strength. edge with polishing.

stability machining.

quality.

stability machining.
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Indexable Milling Cutter | MILLING

Shoulder Milling

o - pcon, DCON
M EA190 . ST g s
L 1T
Arbor é 4 % % %
w13 13
Fig2 Fig3
Ordering Code r:;?érTeeth bC ‘ Dsén;en?sn(n;\,n\:\:\, ‘ KDP APMX  Suitable for Coolant Shape VgliiG‘%htStock
MEA190040R05A16AP11 40 5 40 16 40 84 56 9 APM(G)T1135 X Figl ~ 0.20 ®
MEA190050R04A22AP16 50 4 50 22 40 104 63 14  APM(G)T1604 X Figl  0.33 ®
MEA190050R06A22AP11 50 6 50 22 40 104 63 9 APM(G)T1135 X Figl ~ 0.37 ®
MEA190063R05A22AP16 63 5 63 22 50 104 6.3 14 APM(G)T1604 X Figl  0.61 ®
MEA190080R06A27AP16 80 6 80 27 50 124 7 14 APM(G)T1604 X Figl ~ 0.96 ®
MEA190100R07B32AP16 100 7 100 32 63 144 8 14  APM(G)T1604 X Fig2 213 ®
MEA190125R08B40AP16 125 8 125 40 63 164 9 14 APM(G)T1604 X Fig2  2.80 ®
MEA190160R10C40AP16 160 10 160 40 63 164 9 14  APM(G)T1604 X Fig3 3.94 ®
MEA190200R12C60AP16 200 12 200 60 63 257 14 14 APM(G)T1604 X Fig3 725 @
MEA190250R14C60AP16 250 14 250 60 63 257 14 14 APM(G)T1604 X Fig3 1066 O

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Shoulder Milling

MEA190

DC
DCON

Cylindrical Straight Type s ||
LU
LF
Figa
ia- Dimension(mm f
Ordering Code ‘ ol ‘Teeth (mm) APMX‘ Suitable for ‘Coolant‘ Shape‘vzelé;]t‘Stock
meter " oc pcoy 1r w A Costant shape ")
MEA190016R02P16AP11 6 2 16 16 120 40 9 APM(GT1I35 X Figd 017 @
MEAI90016R0O2P16AP1IL 16 2 16 16 170 50 9 APM(G)T1135 X Figd 024 @
MEA190020R02P20AP11 20 2 20 20 160 50 9 APM(GTLI3Z X Figd 036 @
MEA190020R03P20AP11 20 3 20 20 160 50 9 APM(GTlI3Z X Figd 036 @
MEA190025R02P25AP16 25 2 25 25 160 50 14 APM(G)T1604 X Figd 055 @
MEA190025R03P25AP11 25 3 25 25 160 50 9 APM(GTLI3Z X Figd 057 @
MEA190025R04P25AP11 25 4 25 25 160 50 9 APM(GTII3Z X Figd 056 @
MEA190032R03P32AP16 32 3 32 32 160 50 14 APM(G)T1604 X Figd 090 @
MEA190032R04P32AP11 32 4 32 32 160 80 9 APMGTLIZ X Figd 091 @
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Reconmended Insert Screw Wrench
orque
Shape

Inserts

APM(G)T1135 Orgjé'e”g SI60M025065-03509S 1.ON-m TTO7PQ -
APM(G)T1604 Orcdcfé;”g SI60M040089-053135 3.5N-m TT15PQ TT15TQ
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Indexable Milling Cutter | MILLING

Recommended Cutting Data

: Feed Rate/Edges fz(mm)
Workpiece Hardness  Grade Specification (n':‘rn) Cl:/t&nmg/ﬁﬁs)ed Light Medium Heavy
Cutting(L)  Cutting(M)  Cutting(H)
0.1 0.15 0.20
APMT1L35 | 2.7 550 (0.05-0.15)  (0.1-02)  (0.1-0.25)
Soft Steel < HB180 GA4325 (216.250)
APMT1604 4.2 0.2 0.25 0.3
: (0.1-03)  (0.15-035)  (0.2-0.4)
0.1 0.15 0.2
Carbon APMTLI35 | 2.7 (0.050.15)  (0.102)  (0.1:0.25)
GA4325 220
Steel, Alloy HB180-350
GP2115 (180-260)
Steel APMT1604 | 42 0.2 0.25 03
' (0.1-03) | (0.150.35)  (0.2-0.4)
0.08 0.1 0.15
APMT1135 2.7
Pre-harden - s 4c GA325 140 (0.05-0.15) = (0.05-0.15)  (0.1-0.2)
Steel GP2115 (100-180) ol 015 o
APMT1604 | 4.2 (0.05:0.15)  (0.1-0.2)  (0.1-0.25)
0.12 0.15 0.2
Stainless GM214p) [ AEMIELISSREN2. 7 180 (0.1-02)  (0.1-0.2) (0.1-0.3)
(Ferrite, < HB270 GM4135 (140-220)
Martensite) GA4230 APMT1604 49 0.15 0.25 0.3
M ' (0.1-0.2)  (0.150.35)  (0.2-0.4)
0.1 0.12 0.15
Stainless APMTL135 | 2.7 (0.050.15  (0.1-02)  (0.1-0.2)
: GM2140 140
(Austenite, < HB270
\usten GM4135 (100-180)
Diphasic) APMT1604 42 0.12 0.15 0.2
' (0.1-02) (01-02)  (0.1-0.3)
0.1 0.15 0.2
APMT1135 2.7
GreyCast | _ g GKRLIS 180 (0.05:0.15)  (0.1-02) = (0.1-0.25)
on S GK4125 (140-220) 0w 025 03
m BRALEs (01-0.3)  (0.1-0.4)  (0.2:0.5)
Nodular 0.08 0.1 0.15
Cast Iron, APMTLI35 | 2.7 (0.05-0.15)  (0.05-0.15)  (0.1-0.2)
. GK4125 160
Vermicular < HB350
ermict GK2115 (120-200)
raphite APMT1604 4 0.1 0.15 0.2
Cast Iron : (0.05:0.15)  (0.1-02)  (0.1-0.25)
0.08 0.1 0.15
T ARGIEES | 2 (0.05-0.15)  (0.05-0.15)  (0.1-0.2)
m neroUS HB60-210  GN9125 > 300
APGT1604 4.2 0l = 02
: (0.05-0.15)  (0.1-0.2)  (0.1-0.25)
Heat- 0.08 0.08 0.1
resistant APMT1135 | 2.7 20 (0.050.15)  (0.05-0.15)  (0.05-0.15)
Alloy and HRC30-45 GS4130 (30-60)
Titanium APMT1604 4.2 0.1 0.1 0.15
Alloy : (0.05-0.15)  (0.05-0.15) = (0.1-0.2)
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MILLING

| Indexable Milling Cutter

Shoulder Milling

APK(E)T

Normal Two Edge Square-Shoulder Milling Cutter Insert

Dimension(mm)

Coating Grade

pajeodun
PUWID)

Ordering Code nwl o v & v i v o v v ol v unls
LE wi S BS Dl RE g g g g a E g E g 5 g E g E
5885855582833 5
APKT113504R-GL 105 7 35 2 32 04 ] ® o o °
APKT113508R-GL 105 7 35 2 32 08 e @ ® ¢ 6 o6 o o o
APKT160408R-GL 15.2 9.4 5.2 257 42 08 O O o0 O O O O
APKT113504R-GM 105 7 35 2 32 04 @ @ o o e o o o
APKT113508R-GM 105 7 35 2 32 08 e @ ® 6 6 6 o o o
APKT113516R-GM 105 7 35 2 32 16 e O O O O O O O
APKT113532R-GM 10.5 7 344 36 32 32 @ @ o o e o o o
. APKT160404R-GM 15.2 9.4 5.2 257 42 04 O O O O O O O
APKT160408R-GM 15.2 9.4 52 257 42 08 © @ e o e o o o
APKT160412R-GM 15.2 9.4 5.2 257 4.2 12 ® ° e ¢ o O
APKT160416R-GM 15.2 9.4 52 257 42 16 © @ ® e o )
APKT160432R-GM 15.2 9.4 52 257 42 32 © @ ® e o
APKT113508R-GH 105 7 35 2 32 08 O O O
APKT113516R-GH 105 7 35 2 32 16 ® @ o o
APKT160408R-GH 152 9.4 52 2.57 42 0.8 @) O O
APKT160416R-GH 15.2 9.4 52 257 4.2 16 ® ° e o
APET113504R-NL 10.5 7 3.8 1.92 3.2 04 )
APET160408R-NL 15.2 9.44 492 2.64 42 0.8 [ ]

[ 3]
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APK(E)T Series Geometry

Light Cutting for General
Material

Medium Cutting for General
Material

Indexable Milling Cutter |

Heavy Cutting for General
Material

MILLING

Aluminum Cutting

-—
NL

Light cutting of low cutting
force, good processing
quality.

High stability in most cases.

Suitable on roughing, good
edge strength.

Suitable on Al processing,
sharp edge with polishing.
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MILLING | Indexable Milling Cutter

Shoulder Milling

MEB190 (I 1 [
Arbor % %7 1 7] %%7 4 %
DC % DC % DC
Figl Fig2 Fig3
Ordering Code n?;?érTeeth e D?:I:ljnSIl_an(m;\ql\iW ‘ KDP APMX Suitable for CoolantShapeV\ﬁ(ié;]tStock
MEB190040R05A16AP11 40 5 40 16 40 84 56 9 APK(E)T1135 Figl 021 @
MEB190050R04A22AP16 50 4 50 22 40 104 6.3 14 APK(E)T1604 +/ Figl 0.30 [ J
MEB190050R07A22AP11 50 7 50 22 40 104 6.3 9 APK(E)T1135 Figl 0.29 [
MEB190063R05A22AP16 63 5 63 22 40 104 6.3 14 APK(E)T1604 / Figl 041 @
MEB190063R07A22AP11 63 7 63 22 40 104 6.3 9 APK(E)T1135 X Figl 048 @
MEB190080R07A27AP16 80 7 80 27 50 124 7 14 APK(E)T1604 +/ Figl 100 @
MEB190080R08A27AP11 80 8 80 27 50 124 7 9 APK(E)T1135 Figl 102 @
MEB190100R08A32AP16 100 8 100 32 50 144 8 14 APK(E)T1604 +/ Figl 170 @
MEB190100R12B32AP11 100 12 100 32 63 144 8 9 APK(E)T1135 Fig2 160 @
MEB190125R06B40AP16 125 6 125 40 63 164 9 14 APK(E)T1604 X Fig2 279 @
MEB190125R09B40AP16 125 9 125 40 63 164 9 14 APK(E)T1604 X Fig2 276 @
MEB190125R11B40AP11 125 11 125 40 63 164 9 9 APK(E)T1135 X Fig2 247 @
MEB190160R10C40AP16 160 10 160 40 63 164 9 14 APK(E)T1604 X Fig3 405 @
MEB190200R12C60AP16 200 12 200 60 63 257 13 14 APK(E)T1604 X Fig3 597 @

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Shoulder Milling

MEB190 {&] =I=g
7@7; = g
Side Clamp Type R
Figd
Ordering Code ol Teeth Dimension(mm) APMX Suitable for Coolant Shape = Stock
meter DC DCON LF LU (KG)
MEB190016R02W16AP11 16 2 16 16 130 25 9 APKT1135 X Figd  0.18 (]
MEB190016R0O2W16AP11L 16 2 16 16 200 50 9 APKT1135 X Fig 0.28 (]
MEB190020R02W20AP11 20 2 20 20 130 25 9 APK(E)T1135 Figd  0.27 ®
MEB190020R03W20AP11 20 3 20 20 130 25 9 APK(E)T1135 Vv Figd  0.26 (]
MEB190020R03W20AP11L 20 3 20 20 200 85 9 PK(E)T1135 Figd  0.41 ®
MEB190025R02W25AP16 25 2 25 25 130 45 14 APK(E)T1604 / Figd  0.41 ®
MEB190025R02W25AP16L 25 2 25 25 200 83 14 APK(E)T1604 / Figd  0.65 ®
MEB190025R03W25AP11 25 3 25 25 130 28 9 APK(E)T1135 Figd  0.43 ®
MEB190025R03W25AP11L 25 3 25 25 200 89 9 APK(E)T1135 Figd  0.65 ®
MEB190025R04W25AP11 25 4 25 25 130 28 9 APK(E)T1135 Figd  0.43 ®
MEB190032R03W32AP16 32 3 32 32 130 40 14 APK(E)T1604 / Figd  0.68 ®
MEB190032R03W32AP16L 32 3 32 32 200 54 14 APK(E)T1604 / Figd  1.12 ®
MEB190032R04W32AP11 32 4 32 32 130 30 9 APK(E)T1135 Figd  0.72 ®
MEB190032R04W32AP11L 32 4 32 32 200 80 9 K(E)T1135 Vv Figd  1.13 ®
MEB190040R03W32AP16 40 3 40 32 150 45 14 APK(E)T1604 / Figd  0.89 ®
@ Stock O Available Upon Order
MEB190 SNEm
Replaceable Tool Head ponx] 43 é
Fig5
Ordering Code 2R Teeth Dimension(mm) APMX Suitable for Coolant Shape = Stock
meter DC DCSFMS DCON LF CRKS (KG)
MEB190016R0O2M08AP11 16 2 16 145 85 26 M8 9 APK(E)T1135 X Figb  0.03 [ ]
MEB190020R03M10AP11 20 3 20 178 10.5 31 M10 9 APK(E)T1135 +/ Figb  0.05 L]
MEB190025R02M12AP16 25 2 25 23 17 35 M12 14 APK(E)T1604 / Figs  0.08 [ ]
MEB190025R03M12AP11 25 3 |28 23 125 35 M12 9 APK(E)T1135 +/ Figb 0.10 L]
MEB190025R04M12AP11 25 4 25 23 125 35 M12 9 APK(E)T1135 Figb 0.10 [ ]
MEB190032R03M16AP16 32 3 32 285 17 43 M16 14 APK(E)T1604 / Figb 0.18 ([ ]
MEB190032R04M16AP11 32 4 32 285 17 43 M16 9 APK(E)T1135 Figb 0.21 ([ ]
MEB190032R0O5M16AP11 32 5 32 285 17 43 M16 9 K(E)Tll35 Vv Figb 0.21 ([ ]
MEB190035R05M16AP11 35 5 35 285 17 43 M16 PK(E)T1135 Figb 0.22 [ ]

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Shoulder Milling

MHB190

Corn Milling Cutter Body MHB190-Arbor

LE

Figé
Ordering Code rr?eiiérTeeth o ‘ ngqunsan(mKrcv)W ‘ KDP APMX Suitable for Coolant Shape vﬁié;‘tStock
MHB190050R03A22AP16 50 3/9 50 22 70 104 6.3 43 APKT1604 Vv Figp 059 @
MHB190050R04A22AP11 50 4/16 50 22 70 104 6.3 39.9 APKT1135 X Figp 070 @
MHB190063R04A27AP16 63 4/16 63 27 85 124 6.3 57  APKT1604 Vv Figp 128 @
MHB190063R05A27AP11 63 5/20 63 27 70 124 6.3 399 APKT1135 v Figp 116 @
MHB190080R05A32AP16 80 5/20 80 32 85 14.4 T 57  APKT1604 Vv Figp 221 @

@ Stock O Available Upon Order

MHB190

Corn Milling Cutter Body MHB190-Side Clamp Type [ = g
7._AEM&_‘
Fig7
e Dimension(mm i
Ordering Code ‘ 2L ‘Teeth (mm) APMX ‘Suitablefor‘ Coolant ‘Shape‘we'ght‘Stock
‘meter DC DCON LF LU | | | - (KG) |
MHB190032R02W32AP11 32 2/8 32 32 130 65 399  APKT1135 v/ Fig7 068 @
MHB190040RO3W32AP11 40 3/12 40 32 130 66 399  APKT1135 v/ Fig7 084 @
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Recc%_mmended Insert Screw Wrench
orque
Shape
Inserts
APK(E)T1135 Orcd(fg:e”g SI60M030072-04210S 1.8N-m TTO9PQ TT09TQ
APK(E)T1604 Orcd(f(;'e”g SI60M035080-053145 3.0N-m TT15PQ TT15TQ

088 __ GESAC



Indexable Milling Cutter | MILLING

Recommended Cutting Data

- Feed Rate/Edges fz(mm)
. P Ap Cutting Speed . -
Workpiece Hardness = Grade Specification (mm) Ve(m/min) Light Medium Heavy
Cutting(L)  Cutting(M) Cutting(H)
0.1 0.15 0.2
soft Steel | < a1  GA4225 APKTLL35 | 27 180 (0.05-0.15)  (0.1-0.2)  (0.1-0.25)
S GA4230 o, 4o (140-220) 0.2 0.25 0.3
. (0.1-0.3) | (0.15-0.35)  (0.2-0.4)
0.1 0.15 0.2
Carbon GA4225 APKT1135 2.7 . i §
n Steel, Alloy HB180-350 GA4230 190 (WG || (07 || (0]
: (0.1-0.3) | (0.15-0.35)  (0.2-0.4)
0.08 0.1 0.15
Pre-harden GA4230  APKTLL3S 2.7 130 (0.05-0.15) | (0.05-0.15)  (0.1-0.2)
HRC35-45 GA4225
Steel GP2115  APKT1604 49 (90-170) 0.1 0.15 0.2
: (0.05-0.15)  (0.1-0.2)  (0.1-0.25)
. 0.12 0.15 0.2
Stainless GM2140 ~ APKTLI3S 2.7 160 (0.1-02)  (01-02)  (0.1-0.3)
(Ferrite, = < HB270 GM4135 (120-200) 0.15 0.25 03
M i A42 . b R
M anses) GA4230 | APKT1604 = 4.2 (0.1-02)  (0.150.35)  (0.2-0.4)
0.1 0.12 0.15
i APKT11 2.7
Stainless GM2140 35 160 (0.05-0.15  (0.1-02)  (0.1-0.2)
(Austenite, < HB270
Diphasic) GM4135 | 11604 49 (120-200) 0.12 0.15 0.2
: (0.1-0.2)  (0.1-02)  (0.1-0.3)
0.1 0.15 0.2
APKT11 27
GreyCast _ ooo0 GK2115 3 180 (0.05-0.15)  (0.1-0.2) = (0.1-0.25)
Iron S GKA125 o i (150-220) 0.2 0.25 0.3
m : (0.1-03)  (0.1-04)  (0.2-0.5)
Nodular 0.1 0.1 0.15
Gastlron, | Gatas APKTLLS> | 27 1o (005015 (0.05:0.15  (0.102)
ermicular <
. GK2115 (100-180) 0.2 0.15 0.2
Graphite APKT1604 4.2
Cas'tolron (0.1-03)  (0.1-0.2) = (0.1-0.25)
0.08 0.1 0.15
m Nonferrous GIHEILES) 2 500 (0.05-0.15) = (0.05-0.15) = (0.1-0.2)
HB60-210 GN9125
Metal APET1604 42 (200-900) 0.1 0.15 0.2
: (0.05-0.15)  (0.1-0.2) = (0.1-0.25)
Heat- 0.08 0.08 0.1
E fesisant || APKTLISS | 27 €0 (0.05-0.15) | (0.05-0.15) (0.05-0.15)
T ' ApKT1604 | 42 (50-100) 0.1 0.1 015
Alloy : (0.05-0.15)  (0.05-0.15) = (0.1-0.2)
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MILLING | Indexable Milling Cutter

Shoulder Milling

RE |
Curved Edge Shoulder Milling Insert ul @ RAS
w1
S @
o [0}
Dimension(mm) Coating Grade s 3
oK
Ordering Code w2 9 8. 9 9 5 § w0 g E ‘E =
LE wi s DI RE § S 5§ 88 T3 F IS S 2 3
<|<|x(=laolo|= =X x| v T|Z|&
CENCHNGENTS NCHNCH RCHRGERCE RCRRCRRCRNCE )
ANKX120704R-GL 11.6 10 8 43 04 © @ ® O O O O
ANKX160708R-GL 152 112 79 52 0.8 (@) [ ] (@) O
ANKX120708R-GM 11.2 10 8 43 08 e @ ® O o e O O
ANKX160708R-GM 152 112 79 52 08 @ @ e & O e o o o
ANKX160716R-GM 144 112 79 52 16 @ @ O O O e O
ANKX160716R-GH 144 112 79 52 16 ([ ] ©) [ )
@Stock OAvailable Upon Order
ANKX Series Geometry
Light Cutting for General Material Medium Cutting for General Material Heavy Cutting for General Material

GL

Light cutting of low cutting force,
good processing quality.

Suitable on roughing, good edge

High stability in most cases. strength.

090 _ GESAC




Indexable Milling Cutter | MILLING

Shoulder Milling

% DCON % DCON
MEC190 e o ]
Arbor E %
A o | g
: oc | g o
Figl Fig2 Fig3
Ordering Code n?ei?ér Teeth o ‘ DDcl(r)n:nsll_zn(r:\;vn\i’ ‘ KDP APMX Suitable for Coolant Shape W(eKlél)"t Stock
MEC190050R04A22AN12 50 4 50 22 40 104 6.3 9 ANKX1207 Vv Figl  0.30 L]
MEC190050R04A22AN16 50 4 50 22 40 104 6.3 14  ANKX1607 Vv Figl 0.31 (]
MEC190063R05A22AN12 63 5 63 22 40 104 6.3 9 ANKX1207 Vv Figl  0.49 [ ]
MEC190063R05A22AN16 63 5 63 22 40 104 63 14  ANKX1607 Vv Figl  0.47 (]
MEC190080R05A27AN16 80 5 80 27 50 124 7 14 ANKX1607 Vv Figl  0.88 L]
MEC190080R06A27AN16 80 6 80 271 50 124 7 14 ANKX1607 Vv Figl  0.88 (]
MEC190100R07B32AN16 100 7 100 32 50 144 8 14 ANKX1607 Vv Fig2 1.34 L]
MEC190100R08B32AN16 100 8§ 100 32 50 144 8 14 ANKX1607 Vv Fig2 131 (]
MEC190125R10B40AN16 125 10 125 40 63 164 9 14 ANKX1607 v Fig2  2.83 L]
MEC190160R12C40AN16 160 12 160 40 63 164 9 14 ANKX1607 X Fig3  4.03 (]
MEC190200R14C60AN16 200 14 200 60 63 25.7 14 14 ANKX1607 X Fig3  5.98 L]
@ Stock O Available Upon Order
Side Clamp Type o EGD
w
T3
Fig4
Ordering Code ‘ Dids ‘Teeth Dimension{mm) APMX ‘ Suitable for ‘ Coolant ‘Shape‘WEight‘ Stock
meter ™™ oc pcon e w M Coslant shape )
MEC190032R02W32AN12 32 2 32 32 110 40 9 ANKX1207 X Figd 0.62 [}
MEC190032R02W32AN16 32 2 32 32 150 40 14 ANKX1607 X Figd 0.85 (J
MEC190032R02W32AN16L 32 2 32 32 200 54 14 ANKX1607 X Figd 1.15 [ ]
MEC190032R03W32AN16 32 3 32 32 150 40 14 ANKX1607 X Figd 083 @
MEC190032R03W32AN16L 32 3 32 32 200 56 14 ANKX1607 X Figd 1.15 ([ ]
MEC190040R03W32AN12 40 3 43 32 130 40 9 ANKX1207 Vv Figd 0.80 (]
MEC190040R03W32AN16 40 3 40 32 150 47 14 ANKX1607 Vv Figd 0.89 (]

@ Stock O Available Upon Order

GESAC _ 091




MILLING | Indexable Milling Cutter

Shoulder Milling

MHC190

Corn Milling Cutter Body MHC190-Arbor

Fig5
Ordering Code meiiérTeeth o ‘ Dé)olr':lensl_lsn(r:\:vn\:v ‘ KDP APMX Suitable for Coolant Shape V\@g,;\t Stock
MHC190050R03A22AN12 50 3/12 50 22 70 104 6.3 43 ANKX1207 Vv Fig 058 @
MHC190050R03A22AN16 50 3/9 50 22 70 104 6.3 43  ANKX1607 Vv Figo 057 @
MHC190063R04A27AN12 63 4/16 63 27 70 124 6.3 43 ANKX1207 vV Figs 09 @
MHC190063R04A27AN16 63 4/16 63 27 85 124 6.3 57  ANKX1607 Vv Figs 1.21 ([ ]
MHC190080R05A32AN16 80 5/20 80 32 85 144 7 57  ANKX1607 vV Figs 2.15 ([ ]

@ Stock O Available Upon Order

g =3 3
SN 7o) 3
MHC190 ]
Corn Milling Cutter Body MHC190-Side Clamp Type Le
Fig6
Ao D' i .
Ordering Code 2E] Teeth imension(mm) APMX  Suitable for Coolant Shape g Stock
meter DC DCON LF LU (KG)

MHC190040R02W32AN12 40 2/8 40 32 130 66 43 ANKX1207 vV Figp 075 @

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Spare Parts

Part Name Inserts Screw Recommended Insert Screw Wrench
Torque
/\
Shape \[1
Inserts /
ANKX1207 orcdcf(;g‘g SI60M035120-053145 3.0N-m TT15PQ -
ANKX1607 Orcd:(;g"g SI60M045120-064125 45N-m TT20PQ TT20TQ

Recommended Cutting Data

A Cutting Feed Rate/Edges fz(mm)
Workpiece Hardness  Grade Specification (m?n) Speed Light Medium Heavy
Ve(m/min)  cutting(L) ~ Cutting(M)  Cutting(H)
0.1 0.15 0.2
Gaazps | ANKXL20T 27 180 (0.050.15)  (0.1-0.2)  (0.1-0.25)
Soft Steel = < HB180
GA4230 ANKX1607 | 42 (140-220) 0.15 0.25 0.3
: (0.1-0.2)  (0.15-0.35)  (0.2-0.4)
0.1 0.15 0.2
Carbon Grdms | AUSIZTE 2L 150 (0.05-0.15)  (0.1:0.2)  (0.1-0.25)
Steel, Alloy HB180-350 GA4230 (110.190) 015 0.5 03
Steel GP2115 = ANKX1607 4.2 © ]:_0 2) 0 15;_0 35) ( 2:0 4)
0.08 0.1 0.15
Pre-harden GA4230  ANKXI207 2.7 150 (005015  (0.050.15)  (0.1-0.2)
HRC35-45 GA4225
Steel GP2115  ANKX1607 42 (110-190) 0.1 0.15 0.2
: (0.05-0.15)  (0.1-0.2) = (0.1-0.25)
0.12 0.15 0.2
Stainless @Ay | AT A 140 (0.102)  (01-02)  (0.1-0.3)
(Ferrite, =~ < HB270 GM4135 (100-180) 0.15 0.25 03
Martensite) GA4230 | ANKX1607 4.2 © 1'_0 2) 0 15;_0 35) ( 2:0 4)
M ) 0.1 0.12 0.15
Stainless aMa140 | ANKXI207 | 2.7 120 (0.05-0.15  (0.1:0.2)  (0.1-02)
(Austenite, < HB270
Dibhasi GM4135 (80-160) 0.12 0.15 0.2
iphasic) ANKX1607 4.2 (0.1-0.2) (0.1-0.2) (0.1-0.3)
0.1 0.15 0.2
ANKX1207 = 2.7
Grey Cast < GK2115 180 (0.05-0.15) (0.1-0.2) (0.1-0.25)
Iron = GK4125 ANKXL607 4o (150-220) 0.15 0.25 0.3
m : (0.1-0.2) (0.1-0.4) (0.2-0.4)
Nodular 0.1 0.1 0.2
Cast Iron, Gralzs | "NKX207 2T 120 (0.05:0.15) = (0.05-0.15)  (0.1-0.25)
Vermicular < HB350
Graphite e (100-180) 0.15 0.25 0.3
Cast Iron ' (0.1-0.2) (0.15-0.35) (0.2-0.4)
Heat- 0.08 0.08 0.1
resistant ANKX1207 | 2.7 60 (0.05-0.15)  (0.05-0.15)  (0.05-0.15)
Alloy and HRC30-45 GS4130 (50-100) 01 . UG
Titanium ’ i 1
o ARy a2 (0.05:0.15)  (0.05:0.15)  (0.1-0.2)
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MILLING |

Shoulder Milling

WNGU

Double Face Six Edge Shoulder Milling

Indexable Milling Cutter

\RE

S ®

o o

Dimension(mm) Coating Grade g 3

2 &

Ordering Code 9w Q9 a Q9 3 § w o g 9y =

c b1 S RE § § 2 § I ¥FI T35 % a3 2

<l =2lalol = =X | X | 0| Z|a

CENCE RCEN SN NCH NCH RCERGERTE RTH RCERGHRCE N G]
WNGU080608-GL 12.48 4.7 6.45 0.8 o O O O O O
WNGU040304-GM 6.7 325 33 04 ] o o e o o o
WNGU040308-GM 6.7 325 33 08 ® o o e o o o
WNGU080608-GM  12.48 4.6 6.45 0.8 ° e o o e o o o
WNGU080616-GM  12.48 4.6 6.45 1.6 ® [ e o o o

WNGU080608-GH 12.48 4.6 6.45 0.8 ° ® e o

094 _ GESAC
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WNGU Series Geometry

Light Cutting for General Material

Medium Cutting for General Material

Indexable Milling Cutter |

MILLING

Heavy Cutting for General Material

GM

Light cutting of low cutting force,
good processing quality.

High stability in most cases.

Suitable on roughing, good edge
strength.

GESAC _ 095




MILLING | Indexable Milling Cutter

Shoulder Milling

MEE190

KDP.
KDP.

Arbor
Figl Fig2 Fig3
Ordering Code n?;?érTeeth e DCDé)nI:lenlf::m(lr(nvzlnvzl ‘ KDP APMX Coolant Suitable for ShapeW(Gl“(ié;]t Stock

MEE190040R06A16WNO04 40 6 40 16 40 84 5.6 4 vV WNGUO0403 Figl 0.23 [ ]
MEE190050R04A22WNO08 50 4 50 22 40 104 63 715 X WNGU0806 Figl 0.32 ([ ]
MEE190050R05A22WNO08 50 5 50 22 40 104 63 7.5 vV WNGU0806 Figl 0.33 [ ]
MEE190063R06A22WN08 63 6 63 22 40 104 63 715 X WNGUO0806 Figl 0.44 o
MEE190080R0O7A27WNO8 80 7 80 27 50 124 7 7.5 X WNGU0806 Figl  1.00 (]
MEE190100R08B32WNO8 100 8 100 32 50 144 8 7.5 X WNGUO0806 Fig2 1.36 °
MEE190125R07B40WN08 125 7 125 40 63 16.4 9 7.5 X WNGUO0806 Fig2 2.74 [ ]
MEE190125R11B40WNO08 125 11 125 40 63 16.4 9 7.5 X WNGUO0806 Fig2 2.86 (]
MEE190160RO8C40WNO8 160 8 160 40 63 16.4 9 7.5 X WNGUO0806 Fig3  3.94 [
MEE190160R12C40WNO8 160 12 160 40 63 16.4 9 7.5 X WNGU0806 Fig3  4.05 ([ ]
MEE190200R08C60WNO8 200 8 200 60 63 25.7 14 715 X WNGU0806 Fig3 7.28 (]
MEE190200R16C60WNO8 200 16 200 60 63 257 14 7.5 X WNGUO0806 Fig3 7.22 ([ ]

@ Stock O Available Upon Order
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Shoulder Milling

Indexable Milling Cutter | MILLING

MEE190 % 1 I
- Tl -
V71 [ PZIT,
Arbor- Unequal Blade Spacin 7 5
q pacing { 1l
DC o
E
Figl Fig2 Fig3
ia- Dimension(mm i
Ordering Code ‘ o] ‘Teeth (mm) APMX‘Coolant‘ Suitable for ‘Shape‘we'ght‘ Stock
‘meter "= pC DCON LF KWW  KDP | | T ke)
MEE190063R06A22WNO8U 63 6 63 22 40 104 63 75 v WNGUO0806 Figl 044 @
MEE190080R07A27WNO8U 80 7 80 27 50 124 T 7.5 Vv WNGUO0806 Figl 1.00 ([ ]
MEE190100R08B32WNO8U 100 8 100 32 50 144 8 75 v/ WNGUO0806 Fig2 1.36 °
MEE190125R07B40WNO8U 125 7 125 40 63 16.4 9 7.5 X WNGUO0806 Fig2 2.74 (]
MEE190160R0O8C40WNO8U 160 8 160 40 63 16.4 9 7.5 X WNGUO0806 Fig3 3.94 (]
MEE190200RO8C60WNO8U 200 8 200 60 63 257 14 7.5 X WNGUO0806 Fig3 7.28 [}
@ Stock O Available Upon Order
Cylindrical Straight Type sec ||
Figd
ia- Dimension(mm i
Ordering Code ‘ 2IE] ‘Teeth (mm) APMX Suitable for ‘Coolant‘ Shape‘wmght‘Stock
meter DC DCON LF L | | - (KG)
MEE190020R03P20WN04 20 3 20 20 150 30 4 WNGU0403 4 Figd 0.33 [ ]
MEE190025R04P25WN04 25 4 25 25 170 30 4 WNGU0403 Vv Figd  0.60 (]
MEE190032R05P32WN04 32 5 32 32 195 30 4 WNGU0403 Vv Figd 1.14 [ ]
MEE190035R05P32WN04 35 5 35 32 195 30 4 WNGU0403 v Figd 1.16 ([ ]
MEE190040R03P32WNO8 40 3 40 32 160 60.2 7.5 WNGUO0806 X Figd  1.05 [ ]
MEE190040R06P32WN04 40 6 40 32 195 30 4 WNGU0403 v Figd  1.18 (]

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Spare Parts

Part Name Inserts Screw Recommended Insert Screw Wrench
Torque
Shape
Inserts
WNGU0403 orgfgg‘g SI60M025065-036101S 12N-m TIO7TPB -
WNGU0806 Orcd;;:‘g SI60M040100-055101S 3.5N-m TI15PB TI15TB

Recommended Cutting Data

A Cutting Feed Rate/Edges fz(mm)
Workpiece Hardness  Grade Specification (mﬁw) Speed Light Medium Heavy
Ve(m/min) | cutting(L) = Cutting(M)  Cutting(H)
0.1 0.15 0.2
GAaggs | WWNGUO403 | 1.2 180 (0.05:0.15)  (0.1-0.2)  (0.1-0.25)
Soft Steel < HB180
GA4230 WNGU0S0S | 2.3 (140-220) 0.15 0.25 0.3
: (0.1-0.2)  (0.15-0.35)  (0.2-0.4)
0.1 0.15 0.2
Carbon CrapZl | WNEMEEE | L2 150 (0.05-0.15)  (0.1-0.2)  (0.1-0.25)
Steel, Alloy HB180-350 GA4230 (110-190) i i 0
Steel GP2L1S WNGUO80G 2.3 (0.1-0.2)  (0.15-0.35)  (0.2-0.4)
0.08 0.1 0.15
Pre-harden GA4230  WNGUO403 1.2 150 (005-0.15) | (0.05-0.15)  (0.1-0.2)
HRC35-45  GA4225
Steel GP2115  WNGUOSOE 2.3 (110-190) 01 0.15 0.2
: (0.05-0.15)  (0.1-0.2) (0.1-0.25)
. 0.12 0.15 0.2
Stainless Clipiay HNELRE LA 140 (0.1-02)  (0.1-02)  (0.1-03)
(Ferrite, < HB270 GM4135 (100-180) i s 0s
Martensite) GA4230  WNGUO0806 23 © 1'_0 2) 0 15'_0 35) 0 2:0 2)
M . 0.1 0.12 0.15
Stainless GMa140 | WNGUO403 | 1.2 190 (0.050.15  (0.1-0.2) = (0.1-0.2)
(Austenite, < HB270
Diphasic) GM4135 |\ cuosos| 2.3 (80-160) 0.12 0.15 0.2
: (0.1-0.2) (0.1-0.2) (0.1-0.3)
0.1 0.15 0.2
WNGU0403 1.2
Grey Cast GK2115 180 (0.05-0.15)  (0.1-0.2) (0.1-0.25)
< HB280
Iron GK4125 UG e (150-220) 0.15 0.25 0.3
m : (0.1-0.2) (0.1-0.4) (0.2-0.4)
Nodular 0.1 0.1 0.2
Cast Iron, Gralzs | VNGU0403 | 1.2 120 (0.05-0.15)  (0.050.15)  (0.1-0.25)
Vermicular < HB350
Graphite GK2115 |\ v cuosos | 2.3 (100-180) 0.15 0.25 03
Cast Iron ’ (0.1-0.2) (0.15-0.35) (0.2-0.4)
Heat- 0.08 0.08 0.1
resistant titenate L i (0.05-0.15)  (0.05-0.15)  (0.05-0.15)
Alloy and HRC30-45 GS4130
Titanium WNGUOS0S | 2.3 (30-60) 0.1 0.1 0.15
Alloy : (0.05-0.15) = (0.05-0.15)  (0.1-0.2)
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Indexable Milling Cutter | MILLING

Shoulder Milling

SDKT PN

One Side Four Edge Shoulder Milling

D1

]

Dimension(mm) Coating Grade

pajeodun
PUWIR)

Ordering Code
LE IC S BS D1 RE

GA4225
GA4230
GA4325
GPM7120
GP4225
GP2115
GM4135
GM2140
GK4125
GK2115
GS4130
GH4115
GN9125
GPO1TM

SDKT14T3PEER-GL 13.12 13.92 3.96 2.5 4.1 0.8

SDKT14T3PEER-GM 13.12 13.92 3.96 25 41 08 @ @ e 6 ¢ 06 06 ¢ 0 o

SDKT14T3PEER-GH 13.12 13.92 3.96 2.5 4.1 0.8 (] ® e o

@Stock OAvailable Upon Order
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MILLING | Indexable Milling Cutter

SDKT Series Geometry

Light Cutting for General Material

Medium Cutting for General Material

Heavy Cutting for General Material

GM

GH

Light cutting of low cutting force,
good processing quality.

High stability in most cases.

Suitable on roughing, good edge
strength.

100 _ GESAC



Indexable Milling Cutter | MILLING

Shoulder Milling

MES190

MES190200R10C60SD14 200 10 200 60 63 257 14 10
MES190250R12C60SD14 250 12 250 60 63 257 14 10
MES190315R15D60SD14 315 15 315 60 80 257 14 10

SDKT14T3 Fig3 6.61
SDKT14T3 Fig3 8.76
SDKT14T3 Fig4d 16.87

Arbor
Sparse Pitch
Ordering Code ‘ oS ‘Teeth Dimensionimm) APMX ‘Coolant‘ Suitable for‘shape‘weight‘ Stock
meter DC DCON LF KWW KDP | | | - (KG) |
MES190050R04A22SD14 50 4 50 22 40 104 63 10 Vv SDKT14T3 Figl  0.27 (]
MES190063R05A22SD14 63 5 63 22 40 104 63 10 Vv SDKT14T3 Figl 0.38 (]
MES190080R06A27SD14 80 6 80 27 50 124 7 10 Vv SDKT14T3 Figl 091 L]
MES190100R07B32SD14 100 7 100 32 50 144 8 10 X SDKT14T3 Fig2  1.29 [ J
MES190125R08B40SD14 125 8 125 40 63 164 9 10 X SDKT14T3 Fig2 2.48 (]
MES190160R08C40SD14 160 8 160 40 63 164 9 10 X SDKT14T3 Fig3 4.36 O
X °
X e}
X o

@ Stock O Available Upon Order

Dense Pitch

‘Weight‘
‘(KG)‘
SDKT14T3 Figl 0.26 [ ]
SDKT14T3 Figl 0.40 [ ]
SDKT14T3 Figl 0.90 [ ]
SDKT14T3 Fig2 1.23 (]
SDKT14T3 Fig2 2.40 [ ]
°
°
@
@

‘ ia-‘ Dimension(mm) ‘ ‘ ) ‘
Teeth APMX Coolant Suitable for Shape
DCON LF KWW KDP | | |

‘meter‘ D Stock

Ordering Code

(@]

MES190050R05A225D14 50 5 50 22 40 104 6.3 10
MES190063R06A22SD14 63 6 63 22 40 104 6.3 10
MES190080R08A27SD14 80 8 80 27 50 124 7 10
MES190100R08B32SD14 100 8 100 32 50 144 8 10
MES190125R10B40SD14 125 10 125 40 63 164 9 10
MES190160R12C40SD14 160 12 160 40 63 164 9 10
MES190200R16C60SD14 200 16 200 60 63 257 14 10
MES190250R18C60SD14 250 18 250 60 63 257 14 10
MES190315R24D60SD14 315 24 315 60 80 257 14 10

SDKT14T3 Fig3 4.13
SDKT14T3 Fig3 6.61
SDKT14T3 Fig3 8.53
SDKT14T3 Figd 16.47

X | X X | X X X < 2|<

@ Stock O Available Upon Order
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MILLING |

Shoulder Milling

MES190

Side Clamp Type/Cylindrical Straight Type

Indexable Milling Cutter

Figd

‘.&QQN,‘

% SN | —

L

IE

S M
%Uil

W

Fig5 %

‘_QQQLL‘

LE

. Dia- Dimension(mm) . Weight
Ordering Code Teeth APMX Suitable for Coolant Shape Stock
meter DC DCON LF LU (KG)
MES190040R03P20SD14 40 3 40 20 120 60 10 SDKT14T3 Vv Figd 0.42 @)
MES190040R03W32SD14 40 3 40 32 160 62 10 SDKT14T3 V4 Fig5  0.96 (]
MES190040R04W32SD14 40 4 40 32 160 62 10 SDKT14T3 Vv Figb ~ 0.98 [ ]
MES190050R04W32SD14 50 4 50 32 160 76 10 SDKT14T3 vV Fig5 1.25 [ ]
MES190050R05W32SD14 50 5 50 32 160 76 10 SDKT14T3 vV Fig5 1.25 [ ]
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw R0 Insert Screw Wrench
Torque
/\
Shape \(,
Inserts /
SDKT14T3 Orcd:(;'e“g SI60M035100-050181S 3.0N-m TI15PB TI15TB
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Recommended Cutting Data

Indexable Milling Cutter

[ MILLING

g Feed Rate/Edges fz(mm)
. —— Ap Cutting Speed . ;
Workpiece Hardness  Grade  Specification (mm) | Ve{m/min) Light Medium Heavy
Cutting(L)  Cutting(M)  Cutting(H)
GPM7120
180 0.2 0.25 0.3
<
SoftSteel <HBISO GA4225 SDKTIAT3 3 b Yoo oo 000
GA4230
GPM7120
Carbon
GA4225 150 0.2 0.25 0.3
n steeLAlloy HBISO 330 Gpgp3p  SPKTIMTS 3 110390)  (0.103)  (015035)  (0.20.4)
GP2115
GPM7120
Pre-harden GA4230 150 0.1 0.15 0.2
steel  HRC3545 Gpgpps  SDKTIATS 3 (1100190)  (005:0.15)  (0.1:0.2)  (0.1-0.3)
GP2115
Stainless GM2140
: 140 0.12 0.15 0.2
(Ferrite, < HB270 GM4135 SDKTI4T3 3
i e (100-180)  (0.1-0.2) = (0.10.2)  (0.1:0.3)
Stainless
. GM2140 120 0.1 0.15 0.2
<
(Austenite, SHB2T0  gypigs  SDKTIATS 3 (g0%60) (005015  (0.1-0.2)  (0.1:03)
Diphasic)
Grey Cast GK2115 180 0.2 0.25 03
iron | SHB280 | 05 | SDKTIAT3 | 3 1 140220) | (0.1:0.3) (0.1-0.4) (0.2-0.5)
m Nodular
Castlron
Iron, GK4125 140 0.1 0.15 0.2
<
vermicular SHB30  Gya1s  SPKTIATS 3 (100180) | (005015)  (0.002)  (0.1-0.25)
raphite
Cast Iron
Heat-
resistant
40 0.1 0.1 0.15
B Alloy and | HRC30-45 | 654130 | SDKTI4T3 | 3 (30-60)  (0.05-0.15  (0.050.15)  (0.1-0.2)
itanium
Alloy
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MILLING | Indexable Milling Cutter

Shoulder Milling

XDHT

Shoulder Milling Insert For Aluminium

S |lo

2 [0}

Dimension(mm) Coating Grade g 3

2 =

Ordering Code w2 a 9 0 5 § w0 g E 5 =

LE w1 s b1 RE § § ¢ E5EF XTI IT I T T 2

<|<|x(=lalo|= =X x| v I|lz|a

GCRRGCRNGCRNTENCE NG RCERCERCERCERCR RGN RGN G|
XDHT190402FR-AL 19 9.5 476 4.6 0.2 °
XDHT190408FR-AL 19 95 476 4.6 0.8 °
/‘ XDHT190420FR-AL 19 95 476 4.6 2.0 )
v XDHT190432FR-AL 19 95 476 4.6 3.2 )
= XDHT190440FR-AL 19 95 4.76 46 4.0 )
XDHT190450FR-AL 19 95 476 4.6 5.0 ®

@Stock OAvailable Upon Order

XDHT Series Geometry

General Cutting
for Aluminum Alloys

AL

Large rake angle, sharp edge, light cutting, polishing and good chip removal
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Indexable Milling Cutter | MILLING

Shoulder Milling

bcon . _bcon
MEH190 L S Iy
Arbor b —
& L o
Figl Fig2
Ordering Code ‘ ey ‘Teeth Dimension(mm) APMX‘ Suitable for ‘Coolant‘Shape‘WEight‘ Stock
meter " DC DCON LF KWW KDP | | T ke)
MEH190040R03A16XD19 40 3 40 16 50 84 56 18 XDHT1904(RE < 4) X Figl 0.23 [ ]
MEH190050R04A22XD19 50 4 50 22 50 104 6.3 18 XDHT1904(RE < 4) X Figl 0.35 ([ ]
MEH190063R04A22XD19 63 4 63 22 50 104 6.3 18 XDHT1904(RE < 4) X Figl 0.56 [ ]
MEH190063R05A22XD19 63 5 63 22 50 104 63 18 XDHT1904(RE < 4) X Figl 0.58 ([ ]
MEH190080R04A27XD19 80 4 80 27 50 124 7 18 XDHT1904(RE < 4) X Figl 0.92 [ ]
MEH190080R05A27XD19 80 5 80 27 50 124 7 18 XDHT1904(RE < 4) X Figl 0.86 (]
MEH190100R05B32XD19 100 5 100 32 50 144 8 18 XDHT1904(RE < 4) X Fig2 1.39 [ ]
MEH190100R08B32XD19 100 8 100 32 50 144 8 18 XDHT1904(RE < 4) X Fig2 1.52 (]
MEH190125R05B40XD19 125 5 125 40 63 164 9 18 XDHT1904(RE < 4) X Fig2 2.59 (]
MEH190125R06B40XD19 125 6 125 40 63 164 9 18 XDHT1904(RE < 4) X Fig2 2.53 (]

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Shoulder Milling

MEH190

Cylindrical Straight Type

DCON

LF

Fig3
. Dia- Dimension(mm) . | e Weight
Ordering Code ‘meter‘Teeth DC‘ SEah ‘ F ‘ i APMX ‘ Suitable for ‘ Coolant ‘ Shape ‘ (KG) ‘Stock
MEH190025R02P25XD19 25 2 25 25 121 50 18  XDHT1904(RE < 4) X Fig3 0.38 [ ]
MEH190025R02P25XD19L 25 2 25 25 165 63 18  XDHT1904(RE < 4) X Fig3 0.54 (]
MEH190032R02P32XD19S 32 2 32 32 125 65 18  XDHT1904(RE < 4) X Fig3 0.64 (]
MEH190032R02P32XD19 32 2 32 32 165 80 18 XDHT1904(RE < 4) X Fig3 0.88 (]
MEH190032R02P32XD19L 32 2 32 32 190 100 18 XDHT1904(RE < 4) X Fig3 1.07 [ ]
MEH190032R03P32XD19S 32 3 32 32 125 65 18 XDHT1904(RE < 4) X Fig3 0.65 (]
MEH190032R03P32XD19 32 3 32 32 165 80 18  XDHT1904(RE < 4) X Fig3 0.89 [
MEH190032R03P32XD19L 32 3 32 32 190 100 18 XDHT1904(RE < 4) X Fig3 1.03 [ )
@ Stock O Available Upon Order
MEH190 =
1] I
Replaceable Tool Head .
kE
[2]
g8
Figd
ia- Dimension(mm i
Ordering Code ‘ 2 ‘Teeth (mm) APMX‘ Suitable for ‘Coolant‘Shape‘we'ght‘Stock
meter " pCX DCON DCSFMS LF CRKS | S K)o

MEH190025R02M12XD19 25 2 25 125 24 45 M12 18 XDHT1904(RE<4) X Figd 020 @
MEH190032R03M16XD19 32 3 32 17 29 52 M16 18 XDHT1904(RE <4) X Figd 035 @
MEH190040RO3M16XD19 40 3 40 17 32 52 M16 18 XDHT1904(RE <4) X Figd 055 @

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Shoulder Milling

MEH190

Integrated Cutter-HSK63A

DC

3

DCON

b

=
[

LU

LF

Fig5
. Dia- ‘ Dimension(mm) ‘ . ‘ ‘ ‘ Weight ‘
Ordering Code ‘ Teeth APMX Suitable for Coolant Shape Stock
& meter DC DCON LF LU | | | P - (ke)
MEH190025R02HA63XD19S 25 2 25 63 90 50 18 XDHT1904(RE < 4) X Fig5 0.85 [
MEH190025R02HA63XD19 25 2 25 63 100 63 18 XDHT1904(RE < 4) X Fig5 0.86 [
MEH190032R02HA63XD19S 32 2 32 63 100 63 18 XDHT1904(RE < 4) X Fig5 1.00 [
MEH190032R02HA63XD19 32 2 32 63 120 80 18 XDHT1904(RE < 4) X Fig5 1.10 [
MEH190032R03HA63XD19S 32 3 32 63 100 63 18 XDHT1904(RE < 4) X Fig5 1.00 [
MEH190032R03HA63XD19 32 3 32 63 120 80 18 XDHT1904(RE < 4) X Fig5 1.10 [
MEH190040R03HA63XD19S 40 3 40 63 100 63 18 XDHT1904(RE < 4) X Fig5 1.20 [
MEH190040R03HA63XD19 40 3 40 63 120 80 18 XDHT1904(RE < 4) X Fig5 1.30 [
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Recc%_mmended Insert Screw Wrench
orque
Shape
Inserts
XDHT1904 Orcdci;g‘g SI60M040075-05505WW 35N-m TT15PB TT15TB
Recommended Cutting Data
) - Ap Cutting Feed Rate/Edges fz(mm)
Workpiece Hardness  Grade  Specification (mmj Speed Light Medium Heavy
Ve(m/min)  cutting(L) Cutting(M) Cutting(H)
. 0.15 0.2 0.3
_ >
m Aluminium = HB60-210 GN9125 XDHT1904 7 = 300 (0.1-0.2) (0.1-0.3) (0.2-0.4)
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MILLING | Indexable Milling Cutter

Shoulder Milling

XPHT

Shoulder Milling Insert for Aluminium

S |o
= @
Dimension(mm) Coating Grade 5 3
g =
i o

Ordering Code m g 1 8§ 9 o9 E § ‘3 E B E a =
LE wi s BS DL RE § § $E5£§F 3 T3 I 5 5 2 3
<| < x(=lalo|= =X x| o I|lZ|&
GERGENGENCE NG NG RCERCRRCERCERCENCHRCE ]

XPHT160408T 14.9 9.53 476 2 4.65 0.8 o

XPHT160412T 14.9 953 476 2 465 12

@Stock OAvailable Upon Order
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Indexable Milling Cutter | MILLING

Shoulder Milling

APEW =0

RE

= D1
Positive two edges shoulder milling
S
g 2
Dimension(mm) Coating Grade g 3
g 2
i o
Ordering Code w9 9 8 1 m 5 g w9 g ._,:, ,@. =
LE w1 s DI RE § § 5§ X 3T 3 FIJ 3 5 2 38
< & <« F 4o = = X X 0O I Z a4
o O O G} (R NG NGENGENOCERGREGCENGE RGN
APEW100308-GH 10 7 3.18 29 08 °

@Stock OAvailable Upon Order

APEW Series Geometry

Cutting For dead-hard steel

Fine-grinding and polishing,it is suitable for semi-finishing and finishing.
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MILLING | Indexable Milling Cutter

Shoulder Milling

MEJ190

Replaceable Tool Head

1]

w Z v
APMX ¥q9 =
LF da8 &
(&)
[a]
Figl
ia- Dimension(mm i
Ordering Code ‘ Dia ‘Teeth mm) APMX‘ Suitable for ‘Coolant‘shape‘wek'ght‘ Stock
‘meter DC DCSFMS DCON LF  CRKS | | | (kg)
MEJ190017R02M0O8AP10S 17 3 17 155 85 25 8 2.5 APEW1003 X Figl 0.03 [
MEJ190021R02M10AP10 21 2 21 18 10.5 30 10 2.5 APEW1003 X Figl 0.06 [
MEJ190021R03M10AP10 21 3 21 18 105 30 10 2.5 APEW1003 X Figl 0.06 [ J
MEJ190026R0O3M12AP10 26 3 26 23 125 35 12 2.5 APEW1003 X Figl 0.11 ([ ]
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Recommended Torque Insert Screw Wrench
Shape
Inserts
APEW1003 Orcd;(;g‘g SI60M025065-03509S 1.ON-m TTO7PQ

Recommended Cutting Data

g Feed Rate/Edges fz(mm)
: Cutting Speed e
Workpiece Hardness Grade Vc(mg/ml?n) Specification Light Medium Heavy
Cutting(L) = Cutting(M)  Cutting(H)
Hardened 80 0.15 0.2 0.3
m Steel HRC48-55 | GH4115 (60-120) 10 (0.1-0.2)  (0.1-0.3)  (0.2-0.4)
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Indexable Milling Cutter | MILLING

Shoulder Milling

( ) s W1
Vertically Eight Edge Milling Insert N
' RE BS
s 8
Dimension(mm) Coating Grade s =
g 2
SR A E A EEHEEEEE
H wipbpl s R B § S 25§ S5 dFTasx 3z 2
< < < T & o = | =2 | X | X 0| I 2| a
o O O o) (CENOENCERGERGCERUREEORENGRNGENG)
LNET110608-GL 112 6 5 11 08 2 ° ° ° °
- LNET150608-GL 150 6 7 139 08 2 ° ° o o o
- LNMT110608-GM 112 6 5 11 08 2 ° o o o o o
. LNMT150608-MM 150 6 7 13.9 0.8 2 ° o o e o 0 o
LNMT110608-GH 112 6 5 11 08 2 ° °
. LNMT150608-GH 150 6 7 139 0.8 2 ° ° o o
LNETI106PNEN-W 114 6 5 11 — 46 °
' LNET1506PNTN-W 152 6 7 139 — 48 °

@Stock OAvailable Upon Order
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MILLING |

Indexable Milling Cutter

LNE(M)T Series Geometry

Light Cutting for General
Material

Medium Cutting for
General Material

Stainless Steel Medium
Cutting

Heavy Cutting for
General Material

Wiper

Low cutting
resistance of light
load cutting, better
processing quality.

High stability
machining is
achieved under
general working
conditions.

Under the general
working conditions,
stainless steel
material is realized
High stability
machining.

High strength cutting
edge, excellent
performance when
cutting intermittently
and removing black
skin.

High precision wiped
edge, improve surface
quality.
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Indexable Milling Cutter | MILLING

Shoulder Milling

MVA190

KDP

%ﬂﬁ F
FEE
APMX J;L'F

Arbor S
Fig2
y —ocon
. ! 122 1 72| 1 4 ?MAI( ; ;
T T
Figd %
Sparse Pitch
Ordering Code mei?érTeeth e ‘ DIDCI::nSII_I(Zn(nIQ\Zlvq\;V ‘ KDP APMX Suitable for Coolant Shape W(f(ié;]tStock
MVA190040R04A16LN11 40 4 40 16 40 84 56 5 LNEM)T1106 X Figl 021 O
MVA190040L04A16LN11 40 4 40 16 40 84 56 5 LNE(M)T1106 X Figl 021 O
MVA190050R05A22LN11 50 5 50 22 40 104 6.3 5 LNE(M)T1106 X Figl 029 @
MVA190050L05A22LN11 50 5 50 22 40 104 6.3 5 LNE(M)T1106 X Figl 029 @
MVA190063R06A22LN11 63 6 63 22 40 104 6.3 5 LNE(M)T1106 X Figl 050 @
MVA190063L06A22LN11 63 6 63 22 40 104 6.3 5 LNE(M)T1106 X Figl 050 @
MVA190080R08B27LN11 80 8 80 27 50 124 7 5 LNEM)T1106 X Fig2 089 @
MVA190080L08B27LN11 80 8 80 27 50 124 7 5 LNE(M)T1106 X Fig2 089 O
MVA190100R09B32LN11 100 9 100 32 50 144 8 5 LNE(M)T1106 X Fig2 155 @
MVA190100L09B32LN11 100 9 100 32 50 144 8 5 LNE(M)T1106 X Fig2 155 O
MVA190125R10B40LN11 125 10 125 40 63 164 9 5 LNE(M)T1106 X Fig2 274 @
MVA190125L10B40LN11 125 10 125 40 63 164 9 5 LNE(M)T1106 X Fig2 274 O
MVA190160R12C40LN11 160 12 160 40 63 164 9 5 LNE(M)T1106 X Fig3 390 @
MVA190160L12C40LN11 160 12 160 40 63 164 9 5 LNE(M)T1106 X Fig3 390 O
MVA190200R16C60LN11 200 16 200 60 63 257 14 5 LNE(M)T1106 X Fig3 536 @
MVA190200L16C60LN11 200 16 200 60 63 257 14 5 LNE(M)T1106 X Fig3 536 O
@ Stock O Available Upon Order
) Diameter  ou0Eiitng  Eage Angle
DCX < 50mm 0=8.5° Kr=91°
5 DCX=63mm a=7.5° Kr=91°
DCX=80mm a=7.5° Kr=91°
workpiece DCX = 100mm a=5° Kr=90°

Note: Overcutting will occur when the total cutting depth is > 7mm,
as shown in the table above.
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MILLING | Indexable Milling Cutter

Shoulder Milling

[
MVA190 e
Arbor E—m—g
Fig2
~ncon_
L A
l‘ 3
Figd g
Dense Pitch
Ordering Code n?ei?érTeeth S DDICT)GJSIE:(";V“\;\)N KDP APMx‘ Suitable for CoolantShapeV\l(iié?tStOCk
MVA190040R05A16LN11 40 5 40 16 40 84 56 5 LNE(M)T1106 X Figl 0.21 (@)
MVA190040L05A16LN11 40 5 40 16 40 84 56 5 LNE(M)T1106 X Figl 0.21 @)
MVA190050R07A22LN11 50 7 50 22 40 104 6.3 5 LNE(M)T1106 X Figl  0.30 O
MVA190050L07A22LN11 50 7 50 22 40 104 6.3 5 LNE(M)T1106 X Figl  0.30 @)
MVA190063R09A22LN11 63 9 63 22 40 104 6.3 5 LNE(M)T1106 X Figl  0.50 [ ]
MVA190063L09A22LN11 63 9 63 22 40 104 6.3 5 LNE(M)T1106 X Figl  0.50 (@)
MVA190080R11B27LN11 80 11 80 27 50 124 7 5 LNE(M)T1106 X Fig2  0.90 O
MVA190080L11B27LN11 80 11 80 27 50 124 7 5 LNE(M)T1106 X Fig2  0.90 (@)
MVA190100R14B32LN11 100 14 100 32 50 144 8 5 LNE(M)T1106 X Fig2  1.55 (@)
MVA190100L14B32LN11 100 14 100 32 50 144 8 5 LNE(M)T1106 X Fig2 1.55 (@)
MVA190125R18B40LN11 125 18 125 40 63 164 9 5 LNE(M)T1106 X Figa 2.74 (@)
MVA190125L18B40LN11 125 18 125 40 63 164 9 5 LNE(M)T1106 X Figa 2.74 @)
MVA190160R23C40LN11 160 23 160 40 63 164 9 5 LNE(M)T1106 X Fig3 3.91 O
MVA190160L23C40LN11 160 23 160 40 63 164 9 5 LNE(M)T1106 X Fig3 391 (@)
MVA190200R28C60LN11 200 28 200 60 63 257 14 5 LNE(M)T1106 X Fig3 537 O
MVA190200L28C60LN11 200 28 200 60 63 25.7 14 5 LNE(M)T1106 X Fig3 537 O

@ Stock O Available Upon Order

~ Diameter O\/;\:rgclftg;g ?doglecxﬁtgiTeg
DCX < 50mm 0=8.5° Kr=91°
DCX=63mm a=7.5° Kr=91°
DCX=80mm o=7.5° Kr=91°
workpiece DCX = 100mm a=5° Kr=90°

Note: Overcutting will occur when the total cutting depth is > 7mm,
as shown in the table above.
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Indexable Milling Cutter | MILLING

Shoulder Milling

MVA190

KDP

N\
APMX j‘;

Arbor -
Fig2
y _ocon_
. ! 122 1 72| 1 4 ?MAI( i i
T T
Figd %
Sparse Pitch
Ordering Code ‘ ML s ‘Teeth Dimension{mm) APMX‘ Suitable for ‘Coolant‘shape‘weight‘Stock
meter DCX DCON LF KWW KDP | T ke

MVA190050R04A22LN15 50 4 50 22 40 104 6.3 7 LNE(M)T1506 X Figl 030 @
MVA190050L04A22LN15 50 4 50 22 40 104 6.3 7 LNE(M)T1506 X Figl 030 O
MVA190063R05A22LN15 63 5 63 22 40 104 6.3 7 LNE(M)T1506 X Figl 052 @
MVA190063L05A22LN15 63 5 63 22 40 104 6.3 7  LNE(M)T1506 X Figl 052 @
MVA190080R06B27LN15 80 6 80 27 50 124 7 7  LNE(M)T1506 X Fig2 092 @
MVA190080L06B27LN15 80 6 80 27 50 124 7 7  LNE(M)T1506 X Fig2 092 O
MVA190100R08B32LN15 100 8 100 32 50 144 8 7 LNE(M)T1506 X Fig2 159 @
MVA190100L08B32LN15 100 8 100 32 50 144 8 7 LNE(M)T1506 X Fig2 159 O
MVA190125R10B40LN15 125 10 125 40 63 164 9 7 LNE(M)T1506 X Fig2 286 @
MVA190125L10B40LN15 125 10 125 40 63 164 9 7 LNE(M)T1506 X Fig2 286 O
MVA190160R12C40LN15 160 12 160 40 63 164 9 7 LNE(M)T1506 X Fig3d 439 @
MVA190160L12C40LN15 160 12 160 40 63 164 9 7 LNE(M)T1506 X Fig3 439 O
MVA190200R12C60LN15 200 12 200 60 63 257 14 7 LNE(M)T1506 X Figd 573 @
MVA190200L12C60LN15 200 12 200 60 63 257 14 7 LNE(M)T1506 X Fig3 573 O
MVA190200R15C60LN15 200 15 200 60 63 257 14 7 LNE(M)T1506 X Fig3 586 O
MVA190200L15C60LN15 200 15 200 60 63 257 14 7 LNE(M)T1506 X Fig3 586 O
MVA190250R15C60LN15 250 15 250 60 63 257 14 7 LNE(M)T1506 X Fig3 1145 O
MVA190250L15C60LN15 250 15 250 60 63 257 14 7 LNE(M)T1506 X Fig3 1145 O
MVA190250R20C60LN15 250 20 250 60 63 257 14 7 LNE(M)T1506 X Fig3 1165 O
MVA190250L20C60LN15 250 20 250 60 63 257 14 7  LNE(M)T1506 X Fig3 11.65 O
MVA190315R18D60LN15 315 18 315 60 80 257 14 7 LNEM)T1506 X  Figd 22.06 O
MVA190315L18D60LN15 315 18 315 60 80 257 14 7 LNE(M)T1506 X Figd 22.06 O
MVA190315R25D60LN15 315 25 315 60 80 257 14 7  LNE(M)T1506 X Figd 2241 O
MVA190315L25D60LN15 315 25 315 60 80 257 14 7 LNE(M)T1506 X Figd 2241 O

@ Stock O Available Upon Order

e Diameter  ouerSiiing  Eage Angle
DCX=50mm a=8° Kr=91°
7 DCX=63mm a=7° Kr=90.5°
DCX=80mm a=7° Kr=90.5°
workpiece DCX > 100mm  a=5° Kr=90°

Note: Overcutting will occur when the total cutting depth is > 7Tmm,
as shown in the table above.
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MILLING | Indexable Milling Cutter

Shoulder Milling

MVA190

e

H

Arbor g
l‘ .

Dense Pitch
Ordering Code ‘ oS ‘Teeth Dimensionimm) APMX‘ Suitable for ‘Coolant‘shape‘ Weight‘Stock

meter " DCX DCON LF KWW KDP | | T (ke)
MVA190050R05A22LN15 50 5 50 22 40 104 6.3 7  LNE(M)T1506 X Figl 0.29 [ ]
MVA190050L05A22LN15 50 5 50 22 40 104 6.3 7 LNE(M)T1506 X Figl 0.29 (@)
MVA190063R06A22LN15 63 6 63 22 40 104 6.3 7 LNE(M)T1506 X Figl 0.51 O
MVA190063L06A22LN15 63 6 63 22 40 104 6.3 7 LNE(M)T1506 X Figl 0.51 (@)
MVA190080R08B27LN15 80 8 80 27 50 124 7 7 LNE(M)T1506 X Fig2  0.93 ([ ]
MVA190080L08B27LN15 80 8 80 27 50 124 7 7 LNE(M)T1506 X Fig2  0.93 (@)
MVA190100R10B32LN15 100 10 100 32 50 144 8 7  LNE(M)T1506 X Fig2 1.60 ([ ]
MVA190100L10B32LN15 100 10 100 32 50 144 8 7  LNE(M)T1506 X Fig2 1.60 (@)
MVA190125R12B40LN15 125 12 125 40 63 164 9 7  LNE(M)T1506 X Fig2  2.86 O
MVA190125L12B40LN15 125 12 125 40 63 16.4 9 7  LNE(M)T1506 X Fig2  2.86 O
MVA190160R15C40LN15 160 15 160 40 63 164 9 7  LNE(M)T1506 X Fig3 4.39 O
MVA190160L15C40LN15 160 15 160 40 63 16.4 9 7 LNE(M)T1506 X Fig3  4.39 O
MVA190200R20C60LN15 200 20 200 60 63 257 14 7 LNE(M)T1506 X Fig3  5.87 O
MVA190200L20C60LN15 200 20 200 60 63 25.7 14 7 LNE(M)T1506 X Fig3  5.87 O
MVA190250R25C60LN15 250 25 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 1164 O
MVA190250L25C60LN15 250 25 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 1164 O
MVA190315R30D60LN15 315 30 315 60 80 257 14 7  LNE(M)T1506 X Figd 2237 O
MVA190315L30D60LN15 315 30 315 60 80 25.7 14 7  LNE(M)T1506 X Figd 2237 O

@ Stock O Available Upon Order

] Diameter  oiEliting  Edge Angle
DCX=50mm o=8° Kr=91°
7 DCX=63mm a=7° Kr=90.5°
DCX=80mm a=7° Kr=90.5°
workpiece DCX = 100mm a=5° Kr=90°

Note: Overcutting will occur when the total cutting depth is > 7mm,
as shown in the table above.
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Indexable Milling Cutter | MILLING

Shoulder Milling

MVA290

Shell
ia- Dimension(mm i
Ordering Code ‘ 'a ‘Teeth {mm) APMX‘ Suitable for ‘Coolant‘shape‘w(e'g;]t‘Stock
meter =" pc CDX DCON DCSFMS KWW LF | | T K6)
MVA290080R0O8K27LN15 80 8 80 18 27 41 T 24 7 LNE(M)T1506 X Figb 056 O
MVA290080L08K27LN15 80 8 80 18 27 41 T 24 7 LNE(M)T1506 X Figb 056 O
MVA290100R10K32LN15 100 10 100 23 32 47 8 26 7 LNE(M)T1506 X Figo 091 O
MVA290100L10K32LN15 100 10 100 23 32 47 8 26 7 LNE(M)T1506 X Figb 091 O
MVA290125R12K40LN15 125 12 125 32 40 55 10 26 7 LNE(M)T1506 X Figo 145 O
MVA290125L12K40LN15 125 12 125 32 40 55 10 26 7 LNE(M)T1506 X Figb 145 O
MVA290160R15K40LN15 160 15 160 49 40 55 10 26 7 LNE(M)T1506 X Figo 250 O
MVA290160L15K40LN15 160 15 160 49 40 55 10 26 7 LNE(M)T1506 X Figo 250 O
MVA290200R20K50LN15 200 20 200 63 50 68 12 28 7 LNE(M)T1506 X Fig 444 O
MVA290200L20K50LN15 200 20 200 63 50 68 12 28 7 LNE(M)T1506 X Figb 4.44 O
MVA290250R25K60LN15 250 25 250 80 60 84 14 28 7 LNE(M)T1506 X Figs 699 O
MVA290250L25K60LN15 250 25 250 80 60 84 14 28 7 LNE(M)T1506 X Figb 699 O
@ Stock O Available Upon Order
a . Angle of Tool Cutting
DR Overcutting  Edge Angle
DCX=50mm a=8° Kr=91°
7 DCX=63mm a=7° Kr=90.5°
DCX=80mm a=7° Kr=90.5°
workpiece DCX = 100mm a=5° Kr=90°
Note: Overcutting will occur when the total cutting depth is > 7mm,
as shown in the table above.
Spare Parts
Part Name Inserts Screw Recc_>rmmended Insert Screw Wrench
orque
4
Shape \\{I
Inserts /
LNE(M)T1106 Orcdcf(;'e“g SI60M035094-049091B TIL0PB TI10TB
LNE(M)T1506 Org:(;'e”g SI60M040110-057081B TI15PB TI15TB
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MILLING | Indexable Milling Cutter

Recommended Cutting Data

; Feed Rate/Edges fz(mm)
Workpiece Hardness Grade Specification (nﬁfn) Clggznmg/rslﬁre])ed Light Medium Heavy
Cutting(L)  Cutting(M)  Cutting(H)
0.1 0.15 0.2
GpM7120 LNE(M)T1106 2.5 0 (0.05:0.15)  (0.1-0.2)  (0.15-0.25)
Soft Steel < HB180 GA4225
(180-260)
GA4230 | \ennTis0s 35 0.2 0.25 03
: (0.1-0.3)  (0.1-04)  (0.2-0.5)
0.1 0.15 0.2
Carbon GPM7120| LNE(M)TL106| 2.5 (0.05-015)  (0.1-02)  (0.15:0.25)
GA4225 180
Steel, Alloy HB180-350
Steel Gl (140-220) 0.2 0.25 0.3
CZLE [N e (01-03)  (01-04)  (0.205)
0.06 0.1 0.15
GPM7120 LNE(M)T1106 2.5
Pre-harden | oo1c s GM230 160 (0.05-0.1)  (0.05-0.15)  (0.1-0.2)
Steel GA4225 (120-200) ol 015 -
GP2115 LNE(M)T1506 3.5 (0.05-0.15)  (0.1-02)  (0.15-0.25)
0.1 0.15 0.2
Stainless GM2140 | LNE(M)TLI06) 2.5 160 (0.05-0.15)  (0.1-02)  (0.15-0.25)
(Ferrite, < HB270 GM4135 PR
Martensite) GA4230 || \entisos| 35 0.15 0.25 03
: (0.1-0.2)  (0.15-0.35)  (0.2-0.4)
M 0.06 0.1 0.15
Stainless LNE(M)T1106 2.5 (0.0501)  (0.05:0.15)  (0.10.2)
. GM2140 140
(Austenite, < HB270
\uster GM4135 (100-180)
Diphasic) LNE(M)T1506 3.5 0.1 0.15 0.2
‘ (0.05:0.15)  (0.1-0.2)  (0.15-0.25)
0.2 0.25 03
LNE(M)T1106 2.5
GreyCast | < gy | GKOLIS 290 (0.1-0.3)  (0.1-04)  (0.2-0.5)
Iron = GK4125 (180-260) 02 0.25 0.3
m LNE(M)T2506| 3.5 (0.1-03)  (0.1-0.4)  (0.2:0.5)
Nodular 0.1 0.15 0.2
Cast Iron, LNE(M)T1106) 2.5 (0.05-0.15)  (0.1-0.2)  (0.15-0.25)
. GK4125 140
Vermicular < HB350
‘ GK2115 (100-180)
Graphite LNE(M)TI506 3.5 0.1 0.15 0.2
Cast Iron ’ (0.05-0.15) (0.1-0.2) (0.15-0.25)
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Indexable Milling Cutter | MILLING

Profile Milling

RD RE

Profile Milling Inserts (Positive) \

g 9
Dimension(mm) Coating Grade g %
g 2
i (=
5832853358383 3¢
RDET0803MO0-BL 8 318 4 29 O O
RDET1003MO0-BL 10 3118 5 44 O O O
’ RDET10T3MO-BL 10 397 5 44 O O
RDET1204M0-BL 12 476 6 44 ® O
RDET1604M0-BL 16 476 8 55 O
RDET0802M0-GM 8 238 4 29 e O @ O O
RDET0803M0-GM 8 318 4 29 ® O
RDET1003M0-GM 10 3.18 5 44 O O
RDET10T3MO0-GM 10 397 5 44 o @ @ O @) O
RDET1204M0-GM 12 476 6 44 O @ O [
RDET1604M0-GM 16 476 8 55 O @ O O O
RDEWO0501M0 5 151 25 22 O @ @ O
RDEWO0702MO0 7 238 35 28 O @ @ O ®
RDEW1003MO0 10 318 5 44 e [
RDEWO0702MOT 7 238 35 28 O e @ O
RDEWO0803MOT 8 318 4 29 O O O O
RDEW1003MOT 10 318 5 46 © @ @ [
° RDEW10T3MOT 10 397 5 44 e @ @ O
RDEW1204MOT 12 476 6 44 o @ @ [ ®
RDEW1604MOT 16 476 8 5 O O O O
RDEW1606MOT 16 635 8 55 O
RDEW12T3MOT-BM 12 397 6 44 O @ @
° RDEW1204MOT-BM 12 476 6 44 ® O O
RDEW1204MOT-PM 12 482 6 44 O O @
° RDEW1605M0T-PM 16 566 8 55 O O O

@Stock OAvailable Upon Order
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MILLING | Indexable Milling Cutter

Profile Milling

RD

Profile Milling Inserts (Positive)

RE
a

© .

IC S

S ©
o [0)
Dimension(mm) Coating Grade g 3
CRN
Ordering Code w2 n a Q0 a g w9 g 0 n E
c S RE DI § § § 5 F 8 T3 T I3 5 5% a2
S I ¥ 2 adal ==X X » I =z &
(&) (G (&) I} (O) (©) (O] (G (O] () (O (G} (&) &)
RDMT10T3MO0-GM 10 3.97 44 © © @ e O o e °
° RDMT1204M0-GM 12 476 44 © @ ® °
RDMW1204MOT-BM 12 476 44 © e ® ®@ @ ® o o
° RDMW1605MOT-BM 16 556 55 @ @ @ °
RDMW10T3MOT 10 3.97 44 © © ® ® @ o o
Q RDMW1604MOT 16 476 55 @ @ @ ° o
I RDMW1204MOT-PM 12 476 6 44 @ ° °
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RD Series Geometry

Light Cutting for General
Material

Medium Cutting For General
Material

Indexable Milling Cutter |

Heavy Cutting for General
Material

MILLING

Heavy Cutting for General
Material

None

None/BM/PM

BL

Large rake angle
design,Sharp edge

Suitable edge width and
rake angle design,has good
strength and sharpness

Flat design,better edge
strength

Flat and chamfer
design,better edge strength.
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MILLING | Indexable Milling Cutter

Profile Milling

MPA100 ‘ b
Arbor Zmmi
e §
Figl Fig2
Ordering Code n?eiférTeeth DC‘ D(I?cl)n:lenf::onr\;vn\;v) ‘ KDP APMX Suitable forCoolantClampShapeW(G:(ié;]tStock
MPA100040R05A16RD08 40 5 40 16 40 84 6.3 4 RD**0803 X X Figl 021 @
MPA100050R04A22RD10 50 4 50 22 50 104 6.3 5 RD**10T3 X v Figl 032 @
MPA100050R04A22RD12 50 4 50 22 50 104 6.3 6 RD**1204 X v Figl 030 @
MPA100050R05A22RD12 50 5 50 22 50 104 6.3 6 RD**1204 X v Figl 032 @
MPA100063R04A22RD16 63 4 63 22 50 104 6.3 8 RD**1604 X X Figl 052 @
MPA100063R05A22RD12 63 5 63 22 50 104 63 6 RD**1204 X v Figl 050 @
MPA100080R05A27RD16 80 5 8 27 50 124 7 8 RD**1604 X X Figl 086 @
MPA100100R06B32RD16 100 6 100 32 50 144 8 8 RD**1604 X X Fig2 113 @
MPA100125R07B40RD16 125 7 125 40 63 164 9 8 RD**1604 X X Fig2 237 @
@ Stock O Available Upon Order
Fig3 STW—Z? } :
MPA100 E—
Cylindrical Straight Type Figa AK} 3
aeax | LF\
Figs % E
Ordering Code ‘ Dl ‘Teeth Dimension(mm) APMX ‘ Suitable for ‘Coolant‘Clamp‘Shape‘Weight Stock
meter ™ ¢ peon 1r w M Coolant clemp shape ()
MPA100010R02P16RD05 10 2 10 16 120 40 2.5 RD**0501 X X Fig3 0.13 (]
MPA100012R02P16RD05 12 2 12 16 120 40 2.5 RD**0501 X X Fig3 0.14 ®
MPA100016R02P16RDO7 16 2 16 16 160 50 3.5 RD**0702 X X Figd 0.23 ®
MPA100017R02P16RD08 17 2 17 16 160 50 4 RD**0803 X X Figs 0.23 ([ ]
MPA100020R02P20RD08 20 2 20 20 160 50 4 RD**0803 X X Fig3 0.35 ®
MPA100020R02P20RD10 20 2 20 20 160 50 5 RD**10T3 X v/ Figd 034 ([ ]
MPA100025R02P20RD10 25 2 25 20 160 50 5 RD**10T3 X v Figh 0.37 [ ]
MPA100032R02P32RD12 32 2 32 32 200 60 6 RD**1204 X v Figd 113 (]
MPA100032R02P32RD16 32 3 32 32 200 65 8 RD**1604 X X Fig3 1.08 )
MPA100032R03P32RD12S 32 3 32 32 160 50 6 RD**1204 X v Fig3 0.89 (]
MPA100032R03P32RD12 32 3 32 32 200 60 6 RD**1204 X v Figd 113 [ ]
MPA100035R02P32RD16 35 2 35 32 200 65 8 RD**1604 X X Figh 1.09 o

@ Stock O Available Upon Order
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Profile Milling

RP

Profile Milling Inserts (Positive)

Dimension(mm)

Indexable Milling Cutter | MILLING

RE

O

117

Coating Grade

pajeodun
PWI)

Ordering Code n o n & v W VvV © 1 1 o 1 1 =
8 8 2 8 o BEEERRiN=l s il =
IC S RE Dl ¥ ¥ ¥ 5 ¥ o ¥ d I3 ¥ 92 2
| <zl Z2lala > = x| x 0|x|=|R
G|lo |6 S|0 0 5| 0|0 v 0lu| ol
RPET1003MO0-GL 10 318 5 44 O O
° RPET1204M0-GL 12 476 6 44 o o
RPET1003MOT-GM 10 3.18 5 44 O O
° RPET1204M0-GM 12 476 6 44 @€ O @
RPET08T2M0-GM 8 278 4 29 e e @ [ [
° RPET1204MO0T-GM 12 476 6 44 e @ O
O RPET1606MOT-GM 16 635 8 55 O O @) [
° RPET1606MOT-GH 16 635 8 55 O O O
° RPET1606M0-SM 16 635 8 55 @) [ )
RPEW1003MO 10 318 5 44 O O O
° RPEW10T3MO 10 397 5 44 O O O
O RPEWO08T2MO 8 278 4 29 O O
RPEW1003MOT 10 318 5 44 e @ ©
° RPEW1204MOT 12 476 6 4.4 O O

@Stock OAvailable Upon Order
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MILLING | Indexable Milling Cutter

Profile Milling

RP

Profile Milling Inserts (Positive)

S|lo
o o
Dimension(mm) Coating Grade g 3
2%
Ordering Code 9 g 9 a 9 0 5 § w 9w g 1o E
c s RE D1 § § LEST R ITIIT T T T S
< || =lalal = =X | X | 0T =Z|a
Olo o GlOlol o | 0|0 o |0 lo|lo|o
RPMT10T3MO0-GM 10 397 5 44 e @ @ ® @)
RPMT1003MOT-GM 10 3.18 44 © © @ O ® O )
RPMT1204M0-GM 12 476 44 © © © ® O e )
RPMT1204MOT-KM 12 476 6 44 O O O ®
RPMW1003MOT 10 3.18 44 © © © ® e o °
RPMW1204MOT 12 476 6 44 o @ © ® ° )
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RP Series Geometry

Light Cutting for General
Material

Medium Cutting For General
Material

Indexable Milling Cutter |

Medium Cutting For General
Material

MILLING

Medium Machining of
Nonferrous Metal

GL

GM

GM

Big rake angle,
sharper edge.

Design with suitable rake
angle width,has good
strength and sharpness.

Design with suitable rake
angle width.Combine
sharpness with strength.

Suitable edge width and
rake design,has good
strength and sharpness.

Heavy Cutting for Stainless

Heavy Cutting For General

Heavy Cutting for General

Heavy Cutting for General

Steel Material Material Material
KM GH None None
Large rake angle Small rake angle,high edge Flat design, Combine high edge strength

design,Sharp edge.

strength.

sharpness with strength.
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MILLING | Indexable Milling Cutter

Profile Milling

MPB100

KDP.

Arbor
Figl Fig2
ia- Dimension(mm i i
Ordering Code 2l Teeth (mm) APMX Swftable Coolant Clamp Shape W(elg;\t Stock
meter DC DCON LF KWW KDP or KG
MPB100040R04A16RP10 40 4 40 16 40 84 63 5 RP**1003 X 4 Figl 0.16 [
MPB100040R05A16RP08 40 5 40 16 40 84 63 4  RP**08T2 X X Figl 0.19 (]
MPB100050R04A22RP10 50 4 50 22 50 104 63 5 RP**1003 X 4 Figl 0.33 (]
MPB100050R04A22RP12 50 4 50 22 50 104 6.3 6 RP**1204 X v Figl 0.32 [ ]
MPB100063R04A22RP16 63 4 63 22 40 104 63 8 RP**1606 X X Figl 0.33 [
MPB100063R05A22RP12 63 5 63 22 50 104 6.3 6 RP**1204 X 4 Figl 0.51 (]
MPB100063R06A22RP12 63 6 63 22 50 104 6.3 6 RP**1204 X 4 Figl 0.47 [
MPB100080R06A27RP16 80 6 80 27 50 124 8 RP**1606 X X Figl  0.83 )
MPB100100R07B32RP16 100 7 100 32 50 144 8 RP**1606 X X Fig2 1.18 [ ]
MPB100125R08B40RP16 125 8 125 40 63 16.4 8 RP**1606 X X Fig2 2.29 (]
@ Stock O Available Upon Order
Fig3 % = | 8

=]
APMX

LU

MPB100 —

Cylindrical Straight Type Fiet i@kj—#
: E

Figh D,? | ‘
APMX —
LU

Dia- Dimension(mm) Weight

Ordering Code Teeth APMX Suitable for Coolant Clamp Shape Stock
meter DC DCON LF LU (KG)
MPB100016R02P16RP08S 16 2 16 16 120 40 4 RP**08T2 X X Fig3 0.16 [ )
MPB100016R02P16RP08 16 2 16 16 160 50 4 RP**08T2 X X Fig3 0.22 (]
MPB100020R02P20RP08 20 2 20 20 160 50 4 RP**08T2 X X Fig3 0.35 ®
MPB100020R02P20RP10 20 2 20 20 160 50 5 RP**1003 X Vv Figd 0.35 ®
MPB100025R02P20RP10 25 2 25 20 160 50 5 RP**1003 X Vv Figh 0.37 ®
MPB100025R02P20RP10L 25 2 25 20 200 50 5 RP**1003 X Vv Figh 0.47 (]
MPB100025R02P25RP12 25 2 25 25 160 50 6 RP**1204 X Vv Fig3 0.51 (]
MPB100025R03P25RP08 25 3 25 25 160 50 4 RP**08T2 X X Fig3 0.55 (]
MPB100032R02P25RP12 32 2 32 25 160 50 6 RP**1204 X Vv Figh 0.57 [ )
MPB100032R02P25RP12L 32 2 32 25 200 60 6 RP**1204 X Vv Figs  0.73 o
MPB100032R03P25RP12 32 3 32 25 160 50 6 RP**1204 X 4 Figh 0.56 (]
MPB100040R02P32RP16 40 2 40 32 200 65 8 RP**1606 X X Figh 1.15 (

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Profile Milling

RC

Profile Milling Inserts (Positive)

RE

D1

7°

S|lo
o [0}
Dimension(mm) Coating Grade g 3
oo
Ordering Code 9 g 9 § 9 a '% 9 9 g 9y =
c s RE DI § § 25 S XTI IT T T 3
<|<|x =2lala = | = (X |xX |0 T|=|a
Olo o GlOolol o 0|lo|lo| 0 lu|lo|lo
° RCET10T3MO-EM 10 397 5 44 @ O @ @)
° RCET1204M0-EM 12 476 6 4 e @ O ° )
RCET1606M0-EM 16 635 8 55 O @ O o O o
° RCET2006MO0-EM 20 635 10 6.5 o o ®
RCET1204MOT-EH 12 476 6 4 o O
RCET1606MOT-EH 16 635 8 55 ® O o e
RCET2006MOT-EH 20 635 10 6.5 ® O
a RCET1204M0-MM 12 476 6 4 e @ © O @)

@Stock OAvailable Upon Order
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MILLING | Indexable Milling Cutter

Profile Milling

RE

RC ©) -
Profile Milling Inserts (Positive) M 7

S |o
a o
Dimension(mm) Coating Grade 5 3
g =
Ordering Code o

¢ 888 884945%83843848eE
c s RE DI § § 5 S S8 FTI T AT T 3
<l x(=lalo|= =X x| o I|lZ|z
GERGENGENTE NG RCH RCERCRRCERCERCENCHNCE ]

RCMT1606MOT-KM 16 635 8 55 ]

@Stock OAvailable Upon Order
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RC Series Geometry

Medium Cutting For
General Material

Medium Cutting For
General Material

Medium Cutting For
General Material

Indexable Milling Cutter |

Heavy Cutting for
Stainless Steel

MILLING

Heavy Cutting for
General Material

In general
circumstances,high
stability machining is
realized.

In general
circumstances,high
stability machining is
realized.

Double rake angle
design, Combine
good sharpness with
strength.

Chamfer design, higher
edge strength.

Small rake angle
and chamfer design,
higher
edge strength.
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MILLING | Indexable Milling Cutter

Profile Milling
MPC100
Arbor
Fig2
Ordering Code ‘ - ‘Teeth Dimension(mm) APMX ‘Suitable for‘Coolant‘Shape‘Weight‘ Stock
meter DC DCON LF KWW KDP | | T Ke)
MPC100050R04A22RC12 50 4 50 22 50 104 6.3 6 RC**1204 X Figl 031 @
MPC100050R05A22RC12 50 5 50 22 50 104 6.3 6 RC**1204 X Figl 032 @
MPC100063R04A22RC12 63 4 63 22 50 104 6.3 6 RC**1204 X Figl 054 @
MPC100063R04A22RC16 63 4 63 22 50 104 63 8  RC**1606 X Figl 043 @
MPC100063R05A22RC12 63 5 63 22 50 104 63 6  RC**1204 X Figl 050 @
MPC100063R05A22RC16 63 5 63 22 50 104 63 8  RC**1606 X Figl 045 @
MPC100063R06A22RC12 63 6 63 22 50 104 63 6  RC**1204 X Figl 051 @
MPC100080R05A27RC16 80 5 80 27 50 124 I 8 RC**1606 X Figl 080 ®
MPC100080R06A27RC12 80 6 80 27 50 124 7 6 RC**1204 X Figl 087 @
MPC100080R06A27RC16 80 6 80 27 50 124 7 8 RC**1606 X Figl 078 @
MPC100100R06B32RC16 100 6 100 32 50 144 8 8  RC**1606 X Fig2 111 e
MPC100100R06B32RC20 100 6 100 32 50 144 8 10  RC**2006 X Fig2 106 @©
MPC100125R07B40RC20 125 7 125 40 63 164 9 10 RC**2006 X Fig2 235 @
MPC100160R08B40RC20 160 8 160 40 63 164 9 10  RC**2006 X Fig2 449 @

@ Stock O Available Upon Order

|- DCON |

DCON

MPC100 v 1S
T

Cylindrical Straight Type %T\'i
Figd

&)
s |

L
LU

ia- Dimension(mm i
Ordering Code ‘ Bl ‘Teeth (mm) APMX ‘ Suitable for ‘Coolant‘ Shape‘we'ght‘ Stock
meter DC DCON LF LU | | | - (KG)
MPC100020R02P20RC10 20 2 20 20 110 60 5 RC**10T3 X Fig3 023 o
MPC100025R02P20RC10 25 2 25 20 160 50 5 RC**10T3 X Figd  0.36 ®
MPC100032R02P25RC12 32 2 32 25 200 50 6 RC**1204 X Figd  0.72 ®
MPC100040R03P32RC12 40 3 40 32 200 50 6 RC**1204 X Figd 1.18 (]

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING
Spare Parts
Part Name Clamp Screw Clamp Inserts Screw Recgrr:rrgsgded Insert Screw Wrench
Shape
)
=
Inserts &-—\-’:

RD**05 = Ordering Code — — S160M020037-02806S 0.6N-m TTO6PQ —
RD**07 Ordering Code — — SI60M025050-03509S 1.0N-m TTO7PQ —
RD**08 .
RP**08 Ordering Code — — S160M025065-03509S 1.0ON-m TTO7PQ —
RD**10 . SI160M035100-
RP**10 Ordering Code 055105 CAX01RQ SI60M040089-05313S 3.5N'm TT15PQ —
RC**10 Ordering Code — — SI60M040089-05313S 3.5N-m TT15PQ —
RD**12 - SI60M035120-
RP**12 Ordering Code 053145 CAX02RQ  SI60M040089-05313S 3.5N'm TT15PQ —
RC**12 = Ordering Code — — SI60M035080-05314S 3.0N'm TT15PQ —
RD**16
RP**16 = Ordering Code — — S160M050108-07209S 5.0N-m TT20PQ TT20TQ
RC**16
RC**20 = Ordering Code — — S160M060160-08509S 7.5N-m — TT25TQ
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MILLING | Indexable Milling Cutter

Recommended Cutting Data

Cutting o ir. Feed Rate/Edges fz(mm)
Workpiece Hardness Grade Speed ithion Light Medium Heavy
Ve(m/min) Cutting(L) Cutting(M) Cutting(H)
0.08 0.1 0.12
05 (0.050.15  (0.080.15)  (0.08-0.2)
07 0.08 0.12 0.15
08 (0.05-0.15)  (0.08-0.18)  (0.10-0.25)
GA4325 180 10 0.15 0.2 0.25
<
SoftSteel  <HBI8O  (py710 (1402200 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
0.18 0.25 0.3
16 (0.1-0.25) (0.150.35)  (0.2-0.45)
0 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
o5 0.08 0.1 0.12
(0.05-0.15)  (0.08:0.15  (0.08-0.2)
07 0.08 0.12 0.15
08 (0.05-0.15)  (0.080.18)  (0.1-0.25)
n Carbon Steel, oo oo M0 160 10 0.15 02 0.25
Alloy Steel e (1202000 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
16 0.18 0.25 0.3
(0.1-0.25) (0.15-035)  (0.2-0.45)
20 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
o 0.08 0.1 0.12
(0.05-0.15)  (0.08:0.15  (0.08-0.2)
07 0.08 0.12 0.15
08 (0.05-0.15)  (0.080.18)  (0.1-0.25)
Pre-harden oo o pagene) 120 10 0.15 02 0.25
Steel oA (80-160) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
16 0.18 0.25 0.3
(0.1-0.25) (0.15-0.35)  (0.2-0.45)
0 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
o5 0.08 0.1 0.12
(0.05-0.15)  (0.08:0.15  (0.08-0.2)
07 0.08 0.12 0.15
| 08 (0.05-0.15)  (0.080.18)  (0.1-0.25)
Stainless
(Ferite,  <HB2T0  Guiid (10%)‘-1?80) 1 © (1)1(le25) (0 150 3 (0 %535)
Martensite) = E = =R
0.18 0.25 0.35
1 (0.1-0.25) (0.15-0.35) (0.2-0.45)
20 0.2 03 0.35
M (0.12-0.25) (0.15-0.4) (0.2-0.45)
o 0.08 0.1 0.12
(0.05-0.15)  (0.08:0.15  (0.08-0.2)
07 0.08 0.12 0.15
. 08 (0.05-0.15)  (0.08:0.18) | (0.1-0.25)
Stainless GM2140 120 10 0.15 0.2 0.25
; B . . .
éﬁ)”;;‘:i”c')te’ SHB270 Gma13s  (80-160) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
0.18 0.25 0.35
16 (0.1-0.25) (0.15-0.35) (0.2-0.45)
0 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
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Recommended Cutting Data

Cutting ¢ it Feed Rate/Edges fz(mm)
Workpiece Hardness  Grade Speed icF;tion Light Medium Heavy
Ve(m/min) Cutting(L) Cutting(M) Cutting(H)
0.08 0.15 0.12
U (0.050.15)  (0.080.15)  (0.08-02)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
GK2115 180 10 0.15 0.2 0.25
<
Ceytestlen  SRERU - qoles pspo o (0.1-0.25) (0.15-0.3) (0.2-0.35)
0.18 0.25 0.3
= (0.1-0.25) (0.15-0.35)  (0.2-0.45)
% 0.2 0.3 0.35
m (0.12-0.25) (0.15-0.4) (0.2-0.45)
05 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
Nodular 08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
Cast Iron
;ron, GK2115 120 10 0.15 0.2 0.25
Vermicular < HB350
Graphite Cast GK4125 | (100-180) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
Iron 0.18 0.25 0.3
16 (0.1-0.25) (0.15-0.35) (0.2-0.45)
20 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
Heat-resistant
40 0.08 0.12
B Alloy and | HRC30-45 | GS4130 | 3 o 1 (0.05-0.15)  (0.08-0.15) -
Titanium Alloy

@ RPM(min-1)=(1000*cutting speed)/(3.14*cutter diameter)
@ Machine feed(mm/min)=feed per tooth * flute No* RPM
@ Class S material are matched with SM Geometry
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RD/RP/RC Recommend Cutting Feed and Cutting Depth

Specif- Working Ap(mm)
ication Conditions .1 0.5 1 15 2 2.5 3 4 5
peclum .35 0.17 0.12 0.1 B B B B B
() © (0.22:0.63) (0.08-0.26) (0.06-0.21) (0.05-0.17)
05 Heavy
Moo 045 0.2 0.16 0.14 B B _ B B
() © (0.29-0.95) (0.12-0.38) (0.09-0.28) (0.07-0.25)
MSSE\.”nm 0.59 0.27 0.2 0.17 0.15 B B B B
o7 n (023-09) (0.1-0.41) (0.08-03) (0.06-026) (0.03-0.23)
08 feaw 068 0.31 0.23 0.19 0.17 B B B B
() © (0.32-1.13) (0.14-0.52) (0.11-0.38) (0.09-0.32) (0.08-0.29)
M;‘Cghhi; 0.75 0.34 0.25 0.21 0.19 0.17 B B B
L) ° (025:09) (0.11-0.41) (0.08-0.3) (0.07-0.25) (0.06-0.23) (0.05-0.21)
10 m;g#::* 0.9 0.41 0.30 0.25 0.23 0.21 _ _ _
() © (0.25-1.26) (0.11-057) (0.08-0.42) (0.07-035) (0.06-0.31) (0.05-0.28)
M"E'fcf\‘l’r{ 1.01 0.46 0.33 0.28 0.25 0.23 _ _ _
(i) © (0.35-151) (0.16-0.69) (0.12-0.5) (0.1-0.42) (0.09-0.38) (0.08-0.35)
M;‘Cghhi; 0.83 0.38 0.27 0.23 0.2 0.18 0.17 B B
O (028-11) (013-05) (0.09-0.36) (0.08-0.3) (0.07-0.27) (0.06-0.25) (0.06-0.23)
b &ffﬁnm 0.99 0.45 0.33 0.27 0.24 0.22 0.21 B B
() (028-138) (0.13-063) (0.09-0.45) (0.08-0.38) (0.07-0.34) (0.06-0.31) (0.06-0.29)
M':iﬂ‘l’r{ 11 0.5 0.36 0.3 0.27 0.25 0.23 - _
() © (0.39-1.65) (0.18-0.75) (0.13-0.54) (0.11-0.45) (0.09-0.4) (0.08-0.37) (0.08-0.35)
M;icghhia 114 0.52 0.37 0.31 0.27 0.25 0.23 0.21 B
O ° (0:32-1.59) (0.14-0.72) (0.1-0.52) (0.09-0.43) (0.08-0.38) (0.07-035) (0.06-0.32) (0.06-0.29)
16 msg‘l‘l‘r’]“ 1.27 0.57 0.41 0.34 0.30 0.28 0.26 0.23 _
) © (032-19) (0.14-0.86) (0.1-0.62) (0.09-0.51) (0.08-0.45) (0.07-0.41) (0.06-0.38) (0.06-0.35)
M'jfcm 1.59 0.72 0.52 0.43 0.38 0.35 0.32 0.29 B
(i) © (0.44-2.54) (0.20-1.15) (0.14-0.83) (0.12-0.69) (0.11-0.6) (0.1-0.54) (0.09-0.51) (0.08-0.46)
20 M";if]‘l’r{ 2.14 0.97 0.71 0.58 0.5 0.46 0.42 0.38 0.34
(1) © (0.59-3.49) (0.25-1.60) (0.18-1.17) (0.15-0.96) (0.14-0.81) (0.13-0.73) (0.12-0.68) (0.11-0.61) (0.1-0.55)

Note: In application of round inserts,in general,the ap should be less than 25% of IC.Otherwise,
SNUE/SEET series of inserts with Kr=45 are recommended.
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Profile Milling
QTD < 7
w
Ballnose Milling Insert -
© s
S @
Dimension(mm) Coating Grade S §
g 2
Ordering Code =
: RE IC | LF | DI | S a § ﬁ E E E E § (3 E § E E é
S £ £ s ¥ S d 8 o & = o o
< < < o ala = =2 | X | X I Z|a
GRRGENGENTE NG RCH RCERCENCERCERCR NG RCH (G|
QTD1203 6 12 10 35 3 e [ ]
QTD1604 8 16 12 4 4 @ ()
QTD2005 10 20 15 5 5 @ )
QTD2506 125 25 185 6 6 @ o
QTD3007 15 30 225 8 7 @ [ ]
QTD3207 16 32 235 8 7T @ °
@Stock OAvailable Upon Order
QTD-S-T A
Curved Edge in Ballnose Milling Insert S
SHER
o [0}
Dimension(mm) Coating Grade g 3
g B
Ordering Code <]
RE IC LF DI S ¥ £ £ £ ¥ o &£ o ¥ d ¥ £ 2 o
<< x(=lalo|> =X x|v|x|Z|a&
(CERCENCEN NG RCHRCERCERCERCERCE NG RCH (G|
QTD1203-S-T 6 12 10 35 3 °
QTD1604-S-T 8 16 12 4 4 [}
QTD2005-S-T 10 20 15 5 5 °
QTD2506-S-T 125 25 185 6 6 )
QTD3007-S-T 15 30 225 8 7 °
QTD3207-S-T 16 32 235 8 7 [}

@Stock OAvailable Upon Order
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Profile Milling

MBA100 e ——— ]

RE,

Cylindrical Straight Type -

8D

Figl

‘Weight‘
\ (KG) \

Dia- Dimension(mm) Suitable.
\meter\Teeth DC DCON BD LF LU RE for

Ordering Code Coolant Shape Stock

MBA100012R01P12QT12S 12 1 12 12 105 90 30 6 QTD1203 X Figl  0.07 L]

MBA100012R01P12QT12 12 1 12 12 10.5 120 60 6 QTD1203 X Figl  0.09 (]

MBA100012R01P12QT12L 12 1 12 12 10.5 150 90 6 QTD1203 X Figl 0.11 [}

MBA100016R01P16QT16S 16 1 16 16 145 100 35 8 QTD1604 X Figl 0.14 (]

MBA100016R01P16QT16 16 1 16 16 145 135 70 8 QTDle04 X Figl 0.18 L]

MBA100016R01P16QT16L 16 1 16 16 145 170 100 8 QTD1e04 X Figl  0.23 [}

MBA100020R01P20QT20S 20 1 20 20 185 110 45 10 QTD2005 X Figl 0.23 (]

MBA100020R01P20QT20 20 1 20 20 185 160 80 10 QTD2005 X Figl 0.34 (]

MBA100020R01P20QT20L 20 1 20 20 185 210 135 10 QTD2005 X Figl  0.44 [}

MBA100025R01P25QT25S 25 1 25 25 23 125 50 12.5 QTD2506 X Figl 0.41 [ J

MBA100025R01P25QT25 25 1 25 25 23 180 100 12.5 QTD2506 X Figl  0.59 ®

MBA100025R01P25QT25L 25 1 25 25 23 235 150 12.5 QTD2506 X Figl  0.77 [}

MBAL00030ROIP32QT30S 30/32 1 30/32 32 285 150 60 15/16 ggggg; X  Figl 078
MBA100030ROIP32QT30  30/32 1 30/32 32 285 200 120 15/16 ggggg; X Figl 102 e
MBAL00030RO1P32QT30L 30/32 1 30/32 32 285 270 180 15/16 ggggg; X  Figl 138 @

@ Stock O Available Upon Order
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Profile Milling

MBA100

Taper Joint Cylindrical Straight Shank

~lsa

i Fm_.
DCON

LU

LF

Fig2
. Dia- Dimension(mm) Suitable eigh
Ordering Code Teeth Coolant Shape Stock
& meter DC DCON LF LU RE B5  for P¢ (k)
MBA100012RO1P16TQTI2L 12 1 12 16 145 85 6 14° QTD1203 X  Fig2 017 @

MBA100016R01P20TQT16L 16 1 16 20 166 100 8 1.2° QTD1604 X Fig2 030 @

MBA100020R01P25TQT20L 20 1 20 25 191 115 10 1.3° QTD2005 X Fig2 053 @

MBA100025R01P32TQT25L 25 1 25 32 215 135 125 1.6° QTD2506 X Fig2 090 O

QTD3007
QTD3207

MBA100030R01P32TQT30L 30/32 1 30/32 32 240 160 15/16 0.3° X Figz 119 e

@ Stock O Available Upon Order

GESAC _ 137




MILLING | Indexable Milling Cutter

Profile Milling

MBA100 =
Replaceable Tool Head 934
Fig3 )
Ordering Code n?;?érTeeth e DCSFIIT/::e[r)]Zi(());(mC;) RE ‘CRKS SUif?rbleCoolantshapeméeKié;'tStock

MBA100012R01M06QT12 12 1 12 11.5 65 20 6 M6 QTD1203 X Fig3 0.01 L]

X

MBA100016R01M08QT16 16 1 16 15 85 23 8 M8 QTD1604 Fig3  0.02 (]

MBA100020R01M10QT20 20 1 20 18.5 105 30 10 MI10 QTD2005 X Fig3  0.05 °

MBA100025R01M12QT25 25 1 25 24 12.5 35 12,5 M12 QTD2506 X Fig3  0.08 (]

6 QTD3007
QTD3207

MBA100030R01M16QT30 30/32 1 30/32 29 17 43 15/16 M1 X Fig3  0.15 ®

@ Stock O Available Upon Order

Spare Parts

Part Name Inserts Screw Recqr?rn(;ljgded Insert Screw Wrench
Shape '
Inserts %
QTD1203 Ordering Code SBM035095Q 2.0N'm TT10KQ —
QTD1604 Ordering Code SBM040135Q 3.0N'm TT15KQ —
QTD2005 Ordering Code SBM050165Q 40N-m TT20KQ —
QTD2506 Ordering Code SBM060200Q 5.0N'm TT20KQ —
QTD3007 Ordering Code SBM080250Q 6.0N-m — TT30TQ
QTD3207 Ordering Code SBM080250Q 6.0N-m — TT30TQ
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Recommended Cutting Data

Feed Rate/Edges fz(mm)

Cutting A Ae
Workpiece Hardness = Grade Speed (mﬁq) (mm) Diameter: ®D(mm)
pein 12 16 2 25 30 32
Soft Steel < HB180 @ GA4225 (36‘(1)(—)240) 0.3-0.6 D/40 0.3-0.6 0.3-0.6 0.5-0.8 0.5-0.8 0.7-1.0/0.7-1.0

Carbon 350
n Steel, Alloy HB180-350 GA4225 0.3-0.6 D/40 0.3-0.6 0.3-0.6 0.5-0.8/0.5-0.8 0.7-1.0 0.7-1.0

Steel (310-390)
Pre-harden 350
Steel HRC35-45  GA4225 (310-390) 0.3-0.6 D/40  0.3-0.6 0.3-0.6 0.5-0.8 0.5-0.8/0.7-1.0 0.7-1.0
Grey Cast = _ 450 ) ) ) ) . . .
Iron < HB280 GH4115 (410-190) 0.3-0.6 D/50 0.2-0.5 0.2-0.5 0.4-0.7 0.4-0.7 0.7-1.0 0.7-1.0
m Nodular
Castlron, 350
Vermicular, < HB350 | GH4115 0.2-0.5 D/40 0.1-0.4 0.1-0.4 0.3-0.6 0.3-0.6/0.5-0.8 0.5-0.8
- (310-390)
Graphite
Cast Iron

Hardened 150
m Steel HRC48-55 GHA4115 (110-190) 0.1-0.3 D/50 0.1-0.4 0.1-0.4 0.2-0.5 0.2-0.5 0.2-0.5 0.2-0.5

Insert Installation Procedure:

Using an air gun to clean the insert locating surface

v

Using a wrench to lock the screw, and do not press
the plug-in during the locking.

\/

Using a wrench to lock the screw, and do not press
the inserts during the locking.

v

Front Surface Marking

End of setup.
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High Feed Milling

UD/UP

3 Edges High Feed Milling

AN D1

lo

S|lo
o o
Dimension(mm) Coating Grade g 3
z %
Ordering Code 9 g 9 a Q0 E § w0 g E =
c s AN DL § § 25 §F S FIdFTIFTE
|| =lalal = =X | X | 0| =Z|a
Olo o Glolol o | 0|v|o |0 oo |u
UPET170520-PM 13 556 11° 55 @ @ O
UDET080308-MM 68 318 15° 28 @ @ ° )
UDET12T312-MM 9.6 397 15° 44 e @ )
UDMT080308T-MH 68 318 15° 28 @ @
UDMT12T312T-MH 9.6 397 15° 44 e @
UDMW12T312T 9.6 397 15° 44 e @ ®
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UD/UP Series Geometry

Medium Cutting of Steel

Medium Cutting of Stainless
Steel

Indexable Milling Cutter |

Rough Cutting of Stainless
Steel

MILLING

Rough Cutting of General
Material

MM

MH

None

PM

Chamfered cutting edge with
rake angle, it is suitable for
medium cutting.

Large rake angle makes
cuttingedge more sharply.

Smaller rake angle makes
stong cutting edge.

Flat insert design makes
strongest cutting edge.
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High Feed Milling

MKA110

Arbor A,J Ol
Fig2
Ordering Code ‘ s ‘Teeth Dimension(mm) APMX‘ sulielle ‘Coolant‘ Shape ‘WeighAStock
meter DC DCX DCON LF KWW KDP - for | - (KG)
MKA110040R05A16UDO8 40 5 32 40 16 40 84 56 1 UD**0803 X Figl 020 @
MKA110050R04A22UD12 50 4 39 50 22 40 104 63 15 UD*™™12T3 X Figl 031 @
MKA110050R06A22UD08 50 6 42 50 22 40 104 63 1 UD*™0803 X Figl 035 @
MKA110063R04A22UP17 63 4 43 63 22 50 104 6.3 2 UP**1705 X Figl 058 @
MKA110063R05A22UD12 63 5 52 63 22 50 104 63 15 UD*™12T3 X Figl 059 @
MKA110063R05A22UP17 63 5 43 63 22 40 104 6.3 2 UP**1705 Figl 045 @
MKA110080R05A27UP17 80 5 60 80 27 50 124 2 UP**1705 X Figl 094 @
MKA110080R06A27UP17 80 6 60 80 27 50 124 2 UP**1705 X Figl 102 @
MKA110100R06B32UP17 100 6 80 100 32 50 144 2 UP*1705 X Fig2 138 @

@ Stock O Available Upon Order

DCON

MKA110 .

Cylindrical Straight Type S
e
Fig3
Ordering Code ‘ OIE ‘Teeth Dimension(mm) APMX‘ Sl ‘Coolant‘Shape‘WEight‘Stock
meter DC  DCX DCON LF LU - for T ke
MKA110020R02P20UDO8S 20 2 12 20 20 120 40 1 UD**0803 X Fig3 026 @
MKA110020R02P20UDO8 20 2 12 20 20 160 50 1 UD**0803 X Fig3 036 @
MKAL110020R02P20UDOSL 20 2 12 20 20 200 65 1 UD**0803 X Fig3 045 @
MKA110025R02P25UD08S 25 2 17 25 20 120 40 1 UD**0803 X Fig3 042 @
MKA110025R02P25UD0O8 25 2 17 25 25 160 50 1 UD**0803 X Fig3 057 @
MKA110025R02P25UD12 25 2 14 25 25 160 50 15 UD**12T3 X Fig3 055 @
MKA110025R03P25UD0O8 25 3 17 25 25 160 40 1 UD**0803 X Fig3 056 @
MKA110030RO3P32UD12 30 3 19 30 32200 50 15 UD*12T3 X Fig3 111 e
MKA110032RO3P32UD12 32 3 21 32 32200 50 15 UD**12T3 X Fig3 115 @
MKA110035R03P32UD12 35 3 24 35 32200 50 15 UD**12T3 X Fig3 118 @
MKA110035R05P32UD0O8 35 5 27 35 32200 50 1 UD**0803 X Fig3 120 @

@ Stock O Available Upon Order
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High Feed Milling
3 OFE\ L
MKA110 1% g
Replaceable Tool Head sou | . £8:
Q|
Figh
ia- Dimension(mm i i
Ordering Code ‘ o ‘Teeth (mm) APMX‘ Su:ctable ‘Coolant‘Shape‘we'ght‘Stock
meter " pC DCX DCSFMS DCON LF CRKS - for S Ke)
MKA110020R02M10UDO8 20 2 12 20 18 10.5 30 M10 1 UD**0803 Figd  0.05 (]
MKA110025R03M12UD0O8 25 3 | 17| 29 23 125 35 M12 1 UD**0803 Figd 0.10 (]
MKA110032R03M16UDO8 32 3 24 32 28 17 40 M16 1 UD**0803 Figd 0.21 ®
MKA110032R03M16UD12 32 g |21 3 28 17 40 M16 1.5 UD**12T3 Figd 0.17 [ ]
MKA110032R04M16UDO8 32 4 24 32 28 17 40 M16 1 UD**0803 Figd 0.20 ([ ]
MKA110035R05M16UDO8 35 5 27 35 29 17 40 M16 1 UD**0803 / Figd 0.21 (]
@ Stock O Available Upon Order
Spare Parts
Part Name Inserts Screw Recc_>rmmended Insert Screw Wrench
orque
/\
Shape \(,
Inserts /
UD**0803 Ordering Code | SI60M025065-036101S 1.2N'm TIO7PB —
UD**12T3 Ordering Code | SI60M040085-056091B 3.5N'm TI15PB —
UP**1705 Ordering Code | SI60M050108-072141B 5.0N-m TI20PB TI120TB

Parameters for Programing

Specification Applréc;);;?;%;(rir%mer Remains K(mm)
UD**0803 1.8 0.6
UD**12T3 2.6 0.9
UP**1705 35 1.0 o koo
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The Relationship of Recommended Feed and Depth of UD/UP Inserts

- Feed Rate/Edges fz Ap(mm)
- (mm)
Specification 0.5 1 15 2
0.8 0.5

08 (0.6-1.2) (0.4-0.8) - -

b 15 12 0.8 B
(1.0-2.0) (0.8-1.5) (0.6-1.2)

17 2 15 1.2 0.8
(1.8-2.5) (1.0-2.0) (0.8-1.5) (0.6-1.2)

Recommended Cutting Data

g Feed Rate/Edges fz(mm)
. P Ap Cutting Speed .
Workpiece Hardness Grade  Specification (mm) Ve(m/min) Medium Heavy
Cutting(M) Cutting(H)
GA4225 UD™0803 0> 180 1.2 15
< * % . . .
Soft Steel HBI8O  Gagpzp  UDT1213 07 (140-220) (0.8-1.5) (1.0-2.0)
UP**1705 1
GA4225 UD**0803 0.5
n Carbon Steel - 150 1.0 1.2
> HB180-350 GA4230 UD**12T3 0.7
Alloy Steel 110-190 0.8-1.2 1.0-1.4
g GP2115 | uP**1705 1 ( : ( ) ( )
GA4230 uUD**0803 0.5
Pre-harden 120 1.0 1.2
HRC35-45 GA4225 UD**12T3 0.7
Steel 80-160 0.8-1.2 1.0-1.4
GP2115  yp**1705 1 ( ) ( ) ( )
Stainless LIDREE 0-5
. GM2140 120 0.8 1.0
< * %
Ma(rFtirr:Istifé) D I Ol B i (80-160) (0.6-1.0) (0.81.2)
M UP**1705 1
Stainless uD**0803 0.5
> 100 0.6 0.8
(Austenite, < HB270 GM2140 UD**12T3 0.7 ) ) )
Diphasic) UP™1705 1 (60-140) (0.4-0.8) (0.6-1.0)
UD**0803 0.5
GK2115 180 1.2 15
Grey Castlron = < HB280 UD**12T3 0.7 ) ) .
GK4125 UP**1705 1 (110-220) (0.8-1.5) (1.0-2.0)
Nodular Cast UD**0803 0.5
Iron,Ve.rmicular < HB350 GK4125 UD**12T3 0.7 120 1.2 1.5
Graphite Cast GK2115 " (80-160) (0.8-1.5) (1.0-2.0)
Iron UP**1705 1
Heat-resistant UD**0803 0.5 a0 0.3 wa
B Alloy and ~ HRC30-45 ~ GS4130  UD**12T3 0.7 (30.60) (0.15.0.4) 0.2:0.6)
Titanium Alloy UP**1705 1
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High Feed Milling

SDMT

Four-edge High Feed Milling Inserts

o
e

S @
o o
Dimension(mm) Coating Grade s 3
2 2
Ordering Code e B EEHERERE R R
c s Db RE § § ITEF I TIITI TS 22
< < < o oAl = | =X | X wn | 2 o
ool Blolo 5| C|lo o|olo|o|6
SDMT120512-GM 127 556 44 12 © @ @ © o © e 6 o o
SDMT150512-GM 15875556 55 1.2 e @ @
SDMT120512-GH 12.7 556 44 12 e e @ @ [ ] [ ]
SDMT150512-GH 15875556 55 12 © @ @ )
% SDMTO09T307-SM 9 350 35 0.7 o o ([ ]
% SDMT120512-SM 12.7 556 44 1.2 o o ([
Note: @ Stock O Available Upon Order

% SM geometry only match with MKM113 series cutter.
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SDMT Series Geometry

Medium Cutting for General Material Heavy Cutting for General Material Medium Cutting of Nonferrous

Chamfered cutting edge with rake angle, Cutting force with special rake Gradually changing rake angle, it is
it is suitable for medium. angle,it is suitable for heavy cutting. suitable for medium machining.
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High Feed Milling

MKB113

Arbor
Ordering Code ‘ oIt ‘Teeth Dimension(mm) APMX‘Suitable for‘ Coolant‘shape‘weight‘ Stock
meter DC DCX DCON LF KWW KDP | S (Ke)
MKB113050R04A22SD12 50 4 34 50 22 40 104 63 2 SDMTI1205 X Figl 021 @
MKB113052R05A22SD12 52 4 36 52 22 40 104 63 2 SDMT1205 X Figl 023 @
MKB113063R04A22SD12 63 4 47 63 22 40 104 63 2 SDMT1205 X Figl 042 @
MKB113063R04A22SD15 63 4 42 63 22 40 104 63 3 SDMT1505 X Figl 038 @
MKB113063R05A22SD12 63 5 47 63 22 40 104 63 2 SDMT1205 X Figl 042 @
MKB113080R05A27SD12 80 5 64 80 27 50 124 7 2 SDMTI1205 X Figl 101 @
MKB113080R05A27SD15 80 5 59 80 271 50 124 7 3 SDMT1505 X Figl 075 @
MKB113080R06A27SD12 80 6 64 80 27 50 124 7 2 SDMT1205 X Figl 098 @
MKB113100R06B32SD12 100 6 84 100 32 50 144 8 2 SDMTI1205 X Fig2 117 @
MKB113100R06A32SD15 100 6 79 100 32 50 144 8 3 SDMT1505 v Figl 119 @
MKB113100R06B32SD15 100 6 79 100 32 50 144 8 3 SDMT1505 X Fig2 105 @
MKB113100RO7B32SD12 100 7 84 100 32 50 144 8 2 SDMT1205 X Fig2 117 @
MKB113125R07B40SD15 125 7 104 125 40 63 164 9 3 SDMT1505 X Fig2 227 @
MKB113160R09C40SD12 160 9 144 160 40 63 164 9 2 SDMT1205 X Fig3 371 @
Note: @ Stock O Available Upon Order

% SDMT1205 Indicates the insert SDMT120512-GM/GH
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MILLING | Indexable Milling Cutter

High Feed Milling

MKB113 iy
Cylindrical Straight Type ih?l*

LU

DCON

LF

Fig4

‘Weight‘

. ‘ Dia- ‘ Dimension(mm) ‘ . ‘
Ordering Code Teeth APMX Suitable for Coolant Shape Stock
meter DC DCX DCON LF LU - (K6)
MKB113032R02P32SD12S 32 2 16 32 32 160 70 2 SDMTI1205 X Figd 086 @
MKB113032R02P32SD12 32 2 16 32 32 200 70 2 SDMT1205 X Figd 1.12 (J
MKB113035R03P32SD12 35 3 19 35 32 200 70 2 SDMT1205 X Figd 1.12 [}
MKB113040R03P32SD12 40 3 24 40 32 200 70 2 SDMT1205 X Figd 1.16 [}
Note: ) ) @ Stock O Available Upon Order
% SDMT1205 Indicates the insert SDMT120512-GM/GH
High Feed Milling
MKB113
Replaceable Tool Head - g3 Vj
LF @8
Figh
ia- Dimension(mm i i
Ordering Code ‘ Bl ‘Teeth (mm) APMX‘ Su:ctable ‘Coolant‘shape‘We'ght‘Stock
meter """ pC DCX DCSFMS DCON LF CRks — for T Ke)

MKB113032R02M16SD12 32 2 16 32 28 17 40 M16 2 SDMT1205 +/ Figs 0.16 ®
MKB113032R03M16SD12 32 3 16 32 28 17 40 M1l6 2 SDMT1205 Figs 0.16 (]
MKB113035R03M16SD12 35 3 19 35 29 17 40 M1l6 2 SDMT1205 Figs 0.17 ®
MKB113040R03M16SD12 40 3 24 40 29 17 40 M16 2 SDMT1205 Figs 0.19 ®
Note: @ Stock O Available Upon Order

% SDMT1205 Indicates the insert SDMT120512-GM/GH
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Indexable Milling Cutter | MILLING

High Feed Milling

MKM113

LF

Arbor i
3
Figl Fig2
Ordering Code ‘Dia- ‘Teeth Dimension{mm) APMX‘ Suitable for ‘Coolant‘shape‘weight‘Stock
meter =" pC DCX DCON LF KWW KDP | T ke)

MKM113040R05A16SD0S9 40 5 25 40 16 40 84 56 1 SDMT09T307-SM +/ Figl 017 O
MKM113042R05A22SD09 42 5 27 42 22 40 104 6.3 1 SDMT09T307-SM  +/ Figl 0.16 O
MKM113050R05A22SD12 50 5 27 50 22 40 104 6.3 2 SDMTI120512-SM  +/ Figl 028 O
MKM113050R06A22SD09 50 6 35 50 22 40 104 63 1 SDMT09T307-SM '  Figl 027 O
MKM113050R07A22SD09 50 7 35 50 22 40 104 6.3 1 SDMT09T307-SM  +/ Figl 029 O
MKM113052R05A22SD09 52 5 37 52 22 40 104 6.3 1 SDMT09T307-SM  / Figl 033 O
MKM113052R05A22SD12 52 5 29 52 22 40 104 63 2 SDMTI120512-sM '  Figl 028 O
MKM113052R07A22SD0S 52 7 37 52 22 40 104 6.3 1 SDMTO09T307-SM  +/ Figl 033 O
MKM113063R05A22SD09 63 5 48 63 22 40 104 63 1 SDMT09T307-SM '  Figl 052 O
MKM113063R06A22SD12 63 6 40 63 22 40 104 63 2 SDMTI20512-SM '  Figl 047 O
MKM113063R08A22SD09 63 8 48 63 22 40 104 63 1 SDMT09T307-SM +/ Figl 050 O
MKM113063R09A22SD0S 63 9 48 63 22 40 104 6.3 1 SDMT09T307-SM +/ Figl 052 O
MKM113080R06A27SD12 80 6 56 80 271 50 124 7 2 SDMT120512-SM  +/ Figl 099 O
MKM113080R08A27SD12 80 8 56 80 27 50 124 7 2  SDMT120512-SM  / Figl 0.99 O
MKM113100R10B32SD12 100 10 75 100 32 50 144 8 2 SDMT120512-SM  +/ Fig2 160 O
MKM113125R11B40SD12 125 11 100 125 40 63 164 9 2 SDMT120512-SM  / Fig2 332 O

@ Stock O Available Upon Order
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High Feed Milling

MKM113

Cylindrical Straight Type

Ly

Fig3

ia- Dimension(mm i
Ordering Code ‘ ol ‘Teeth (mm) APMX‘ Suitable for ‘Coolant‘Shape‘Welght‘ Stock
meter "7 pC DCX DCON  LF LU | | T K)o
MKM113025R03P25SD09 25 3 9 25 25 110 60 1 SDMTO09T307-SM  +/ Fig3 032 @
MKM113025R03P25SD09L 25 B 9 25 25 200 50 1 SDMT09T307-SM v Fig3 0.68 (]
MKM113032R02P32SD12L 32 2 11 32 32 250 70 2 SDMT120512-SM Vv Fig3 1.40 ®
MKM113032R03P32SD12L 32 3 11 32 32 250 70 2 SDMT120512-SM v Fig3 1.39 [ )
MKM113032R04P32SD09 32 4 17 32 32 190 140 1 SDMT09T307-SM v Fig3 0.99 (]
MKM113032R05P32SD09 32 5 171 32 32 190 140 1 SDMT09T307-SM v Fig3 0.96 (]
MKM113035R05P32SD09 35 5 20 35 32 190 140 1 SDMT09T307-SM vV Fig3 1.01 (]
@ Stock O Available Upon Order
MKM113 s
Ja hu
Replaceable Tool Head ° 3
APNMX_[T— % § ;
Figd
ia- Dimension(mm i
Ordering Code ‘ D ‘Teeth (mm) APMX‘ Suitable for ‘Coolant‘Shape‘V\ée'g;]t‘Stock
‘meter " pC DCX DCON DCSFMS LF CRKS | | S Ko
MKM113025R03M12SD09 25 3 9 25 125 21 33 M12 1 SDMT09T307-SM +/  Figd 0.08 @
MKM113032R02M16SD12 32 2 11 32 17 29 40 M16 2 SDMT120512-SM +/  Figé 0.16 @
MKM113032R03M16SD12 32 3 11 32 17 29 40 M16 2 SDMT120512-SM  +/  Figd 0.15 @
MKM113032R04M16SD09 32 4 17 32 17 29 40 M16 1 SDMT09T307-SM +/  Figd 0.18 @
MKM113032R05M16SD09 32 5 17 32 17 29 40 M16 1 SDMT09T307-SM +/  Figd 019 @
MKM113035R03M16SD12 35 3 14 35 17 29 40 M16 2 SDMT120512-SM +/  Figd 0.16 @
MKM113035R04M16SD09 35 4 20 35 17 29 40 M16 1 SDMT09T307-SM +/  Figd 0.19 @
MKM113035R05M16SD09 35 5 (0 3| 1T 29 40 M16 1 SDMT09T307-SM +/  Figd 0.19 @
MKM113042R04M16SD12 42 4 21 42 17 29 52 M16 2 SDMT120512-SM +/  Figd 027 @

@ Stock O Available Upon Order
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Spare Parts

Part Name Inserts Screw Recommended Insert Screw Wrench
Torque
Shape

Inserts
SDMT09T307-SM Og‘fg':g SI60M030072-04205WW 1.8N-m TT09PQ -
SDMT120512-GM/GH Orcc':é'e”g SI60M040100-055101S 3.5N-m TI15PB TI15TB
SDMT120512-SM o?;;g‘g SI60M040094-05311IWW 3.5N-m TI15PB TI15TB
SDMT150512-GM/GH O?:é'e”g SI60M050108-072141B 5.0N-m TI20PB TI20TB

Parameters for Programing

Specification Appég;(iigwat(erzn%))r ner Remains K(mm)
SDMTO09T307-SM 17 0.8
SDMT120512-SM 2.1 0.7 Remains K
SDMT120512-GM/GH 3.7 0.9 ohrotar
SDMT150512-GM/GH 5.0 1.0

The Relationship of Recommended Feed and Depth of SDMT Inserts

\\\Eeed Rate/Edges fz Ap(mm)
(mm)
Specification 0.5 1 15 2 2.5 3

12 0.8

SDMT09T3 (0.8-1.5) (0.6-1.2) - - - -
1.8 15 1.0 0.8

sl (1.5-2.0) (1.0-1.8) (0.6-1.5) (0.4-1.0) - -
2.0 1.8 15 1.0 0.8 0.6

SDMT1505 (1.8-3.0) (1.5-2.0) (1.0-1.8) (0.6-1.5) (0.4-1.0) (0.4-0.8)
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MILLING | Indexable Milling Cutter

Recommended Cutting Data

A Cutting Feed Rate/Edges fz(mm)
Workpiece Hardness = Grade  Specification (mﬁ‘l) Speed Medium f
vem/min) | cyteing(w)  Heavy Cutting(H)
0.8 1.2
SDMTO09T3 0.5 (0.6-1.2) (0.8-1.5)
GA4325 180 1.2 15
<
SoftSteel < HB180 piCD  SDMT1205 1 (140-220) (0.8-1.5) (1.0-2.0)
1.2 1.5
SDMT1505 15 (0.8-1.5) (1.0-2.0)
0.8 1.2
SDMTO09T3 0.5 (0.6-1.2) (0.8-1.5)
Carbon Steel, | 51 g4.350 G%ﬁ?lziﬁo SDMT1205 1 150 2 o
Alloy Steel T (110-190) (0.8-1.5) (0.8-1.5)
1.2 1.5
SDMT1505 15 (0.8-1.5) (1.0-2.0)
0.8 1.2
SDMT09T3 0.5 (0.6-1.2) (0.8-1.5)
Pre-harden 0 35 45 Gg/ﬂglzéo SDMT1205 1 120 L0 5
Steel (80-160) (0.6-1.2) (0.8-1.5)
GP2115 1.0 1.2
SDMT1505 15 (0.6-1.2) (0.8-1.5)
0.8 1.2
SDMTO09T3 0.5
Stainless GM2140 120 (O.g-;l) (0.?-3.5)
(Ferrite, < HB270 = GM4135  SDMT1205 1 i '
Martensite) GA4230 (80-160 (0‘8-3'0) (O.T-é‘z)
M SDMT1505 1.5 (0.6-1.0) (0.8-1.2)
0.8 1.2
. SDMTO09T3 0.5 (0.6-1.2) (0.8-1.5)
, GM2140 100 0.8 1.0
<
(Austenite, HB270  Z0773s  SDMT1205 1 (60-140) (0.6-1.0) (0.8-1.2)
Diphasic) 0.8 1.0
SDMT1505 1.5 (0.6-1.0) (0.8-1.2)
0.8 12
SDMTO09T3 0.5 (0.6-1.2) (0.8-1.5)
GK2115 180 1.2 15
<
Grey Cast Iron HB280 GK4125 SDMT1205 1 (140-220) (0.8-1.5) (1.0-2.0)
1.2 1.5
m SDMT1505 1.5 (0.8-1.5) (1.0-2.0)
0.8 1.2
Nodular Cast SDMTO9T3 0.5 (0.6-1.2) (0.8-1.5)
Iron, Vermicular GK4125 120 1.2 15
s <
Graphite Cast <~ MB350 Gpyp5  SDMT1205 1 (80-160) (0.8-1.5) (1.0-2.0)
Iron 12 1
SDMT1505 1.5 (0.8-1.5) (1.0-2.0)
0.4 0.6
' SDMTO09T3 0.5 (0.3-0.7) (0.4-1.0)
Heat-resistant 40 0.5 0.7
B ‘Alloy and ~ HRC30-45 GS4130  SDMT1205 1 (30-60) (0.3-0.8) (0.4-1.1)
Titanium Alloy 0.5 0.7
SDMT1505 1.5 (0.3-0.8) (0.4-1.1)
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Indexable Milling Cutter | MILLING

Slotting Milling

SNEX

Narrow Slot Width Three-side Milling Inserts

D1

o

S | o
= o
Dimension(mm) Coating Grade g 3
2
i o
Ordering Code m g 9 8 9 om E § w0 g E E E
IC s o |S| 9|2 E § & ¥§ 3831 5% o 2
< < < o o o = = X X (%) I =2 o
CANCERCEN G NCH AT RCERGCERCTE RCH RCARGHNCE N
SNEX1202-GM 12.7 23 52 [} O
SNEX1203-GM 127 3 52 [} O
SNEX12T3-GM 12.7 35 [ @)
SNEX1204-GM 12.7 4 [ @)
SNEX12T4-GM 12.7 45 [}

@ Stock O Available Upon Order
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MILLING | Indexable Milling Cutter

Slotting Milling

DHUB
MSA(104~108)
CDX.
Arbor L !
FEEJ_I:DCAI_\—:DJ&%T;
Figl
ia- Dimension(mm i
Ordering Code oL Teeth (mm) Suitable for Inte:’nal Shape\Ne'ght Stock
meter " pC CW DCON CDX LF DHUB KWW Coolant (KG)

MSA104100R10A27SN12 100 10 100 4 27 23 50 48 12.4  SNEX1202 X Figl 061 @

MSA105100R10A27SN12 100 10 100 5 27 23 50 48 124 SNEX1203 X Figl 064 @

MSA106100R10A27SN12 100 10 100 6 27 23 50 48 124 SNEX12T3 X Figl 068 @

MSA107100R10A27SN12 100 10 100 7 27 23 50 48 124 SNEX1204 X Figl 071 @

MSA108100R10A27SN12 100 10 100 8 27 23 50 48 12.4 SNEX12T4 X Figl 071 @

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Spare Parts

Part Name Inserts Screw Recommended Torque Insert Screw Wrench
Shape
Inserts
SNEX1202 Ordering Code SI90M040032-060031FQ TIO8PQ
SNEX1203 Ordering Code SI90M040042-06003IFQ TIO8PQ
SNEX12T3 Ordering Code SI90M040051-06003IFQ TIO8PQ
SNEX1204 Ordering Code SI90M040061-06003IFQ TIO8PQ
SNEX12T4 Ordering Code SI90M040071-06003IFQ TIO8PQ

Recommended Cutting Data

Feed Rate/Edges
. e Cutting Speed fz(mm)
Workpiece Hardness Grade Specification ve(m/min) edill
Cutting(M)
GA4225 180 0.1
<
Soft Steel < HB180 GA4230 SNEX12 (140-220) (0.05-0.15)
Carbon Steel, GA4225 160 0.08
E Alloy Steel Al GA4230 B (120-200) (0.05-0.12)
GA4225 140 0.06
Pre-harden Steel HRC35-45 GA4230 SNEX12 (100-180) (0.04-0.1)
Stainless (Ferrite, < GM2140 120 0.08
Martensite) < HB270 GA4230 SNEX12 (80-160) (0.05-0.12)
M Stainless
. GA4230 100 0.06
<
(Austenite, < HB270 GM2140 SNEX12 (60-140) 0.04-0.1)
Diphasic)
GK2115 200 0.1
<
m Grey Cast Iron HB280 GK4125 SNEX12 (160-240) (0.02-0.15)
Nodular Cast
. GK4125 120 0.08
<
Iron,}/ermlcular HB350 GK2115 SNEX12 (80-160) (0.05-0.12)
Graphite Cast Iron
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MILLING | Indexable Milling Cutter

Slotting Milling
/iPSR
Medium Slot Width and Three-edge Milling Inserts 8171
7
S
IC
SEES
o [0}
Dimension(mm) Coating Grade g 3
g B
Ordering Code s B E EEHEEEEE -
ICEPSR S 01 § § $ 5§ 8 F I3 3T F 5 28
< < & F A= = X X O I Z a
OOOQOOOOOOOOOO
CNEU070508-PM 76 8° 5 34 @ @ °
CNEU070508-KM 76 80° 5 34 ° °
CNEU070515-KM 76 8° 5 34 °

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Slotting Milling

MSA(110~113)

DHUB

LE

cDX

Arbor [ BT @
3
Figl
ia- Dimension(mm i
Ordering Code n?e'?erTeeth e ‘ & ‘ Sl ‘ o (LF )DHUB ‘ KWW Suitable for?;glrgr?,ishapemaé?tsmck
MSA110080R06B27CNO7 80 6 80 10 27 14 50 48 12.4 CNEUOQT05 X Figl 050 @
MSA110100R08B32CNO7 100 8 100 10 32 19 50 58 14.4 CNEUOT705 X Figl 078 @
MSA110125R10B32CNO7 125 10 125 10 32 295 63 64 14.4 CNEUOQT05 X Figl 139 @
MSA110160R12B40CNO7 160 12 160 10 40 43 63 70 16.4 CNEUO705 X Figl 180 @
MSA111080R06B27CNO7 80 6 80 11 27 14 50 48 12.4 CNEUOQT05 X Figl 052 @
MSA111100R08B32CNO7 100 8 100 11 32 19 50 58 14.4 CNEUO705 X Figl 081 @
MSA111125R10B32CNO7 125 10 125 11 32 295 63 64 14.4 CNEUOQT05 X Figl 144 @
MSA111160R12B40CNO7 160 12 160 11 40 43 63 70 16.4 CNEUO705 X Figl 191 e
MSA112080R06B27CNO7 80 6 80 12 27 14 50 48 12.4 CNEUOQT05 X Figl 054 @
MSA112100R08B32CNO7 100 8 100 12 32 19 50 58 14.4 CNEUO705 X Figl 084 @
MSA112125R10B32CNO7 125 10 125 12 32 295 63 64 14.4 CNEUOQT05 X Figl 149 @
MSA112160R12B40CNO7 160 12 160 12 40 43 63 70 16.4 CNEUO0705 X Figl 201 @
MSA113080R06B27CNO7 80 6 80 13 27 14 50 48 12.4 CNEUQT05 X Figl 055 @
MSA113100R08B32CNO7 100 8 100 13 32 19 50 58 14.4 CNEUO705 X Figl 087 @
MSA113125R10B32CNO7 125 10 125 13 32 295 63 64 14.4 CNEUOQT05 X Figl 155 @
MSA113160R12B40CNO7 160 12 160 13 40 43 63 70 16.4 CNEUO0705 X Figl 211 @

@ Stock O Available Upon Order

GESAC _ 157




MILLING | Indexable Milling Cutter

Slotting Milling

i}
<
N
).
(@]
7

MSA(110~113) .

Shell ‘\k\} o
o ow

Fig2

Ordering Code ‘ Dia- ‘Teeth pimension(mm) Suitable for‘Coolant‘shape‘Weight‘Stock

| meter DC CW DCON CDX THUB DCSFMS KWW | | 49|
MSAL110080RO6K27CNO7 80 6 80 10 27 19 10 40 7 CNEUOT05 X Fig2 021 @
MSA110100RO8K27CNO7 100 8 100 10 27 26 10 46 7 CNEUOT05 X Fig2 036 @
MSAL10125R10KA0CNO7 125 10 125 10 40 34 10 55 10 CNEUOT05 X Fig2 052 @
MSA110160R12KAOCNO7 160 12 160 10 40 51 10 55 10 CNEUOT05 X Fig2 091 @
MSA111080RO6K27CNO7 80 6 80 11 27 19 11 40 7 CNEUOT05 X Fig2 023 @
MSA111100RO8K27CNO7 100 8 100 11 27 26 11 46 7 CNEUOT05 X Fig2 040 @
MSAI11125R10KA0CNO7 125 10 125 11 40 34 11 55 10 CNEUOT05 X Fig2 059 @
MSA111160R12KAOCNO7 160 12 160 11 40 51 11 55 10 CNEUOT05 X Fig2 103 ®
MSA112080R06K27CNO7 80 6 80 12 27 19 12 40 7 CNEUOT05 X Fig2 026 @
MSA112100RO8K27CNO7 100 8 100 12 27 26 12 46 7 CNEUOT05 X Fig2 044 @
MSAL12125R10KA0CNO7 125 10 125 12 40 34 12 55 10 CNEUOT05 X  Fig2 0.65 @
MSA112160R12KAOCNO7 160 12 160 12 40 51 12 55 10 CNEUOT05 X Fig2 115 @
MSA113080R06K27CNO7 80 6 80 13 27 19 13 40 7 CNEUOT05 X Fig2 028 @
MSA113100RO8K27CNO7 100 8 100 13 27 26 13 46 7 CNEUOT05 X Fig2 049 @
MSAL13125R10K40CNO7 125 10 125 13 40 34 13 55 10 CNEUOT05 X Fig2 072 @
MSA113160R12KAOCNO7 160 12 160 13 40 51 13 55 10 CNEUOT05 X  Fig2 127 @

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Spare Parts

Part Name Inserts Screw Recommended Torque Insert Screw Wrench

Shape

Inserts

CNEUO0705 Ordering Code SI60M030090-04205S TTO9PQ

Recommended Cutting Data

Feed Rate/Edges
. e . Cutting Speed fz(mm)
Workpiece Hardness Grade Specification Vie(m/min) Medium
Cutting(M)
GA4225 180 0.1
<
Soft Steel HB180 GA4230 CNEU0705 (140-220) (0.05.0.15)
Carbon Steel, GA4225 160 0.08
n Alloy Steel HB180-350 Ga4230  CNEUOTOS (120-200) (0.05-0.12)
GA4225 140 0.06
Pre-harden Steel HRC35-45 GA4230 CNEUO0705 (120-180) (0.04-0.1)
Stainless (Ferrite, < GM2140 120 0.08
M Martensite) S R0 GA4230 G2 (80-160) (0.05-0.12)
Stainless
: GA4230 100 0.06
<
(Austenite, HB270 GM2140 CNEU0705 (60-140) 0.04-0.1)
Diphasic)
GK2115 200 0.1
<
Grey Cast Iron HB280 GK4125 CNEU0705 (160-240) (0.02-0.15)
m Nodular Cast
. GK4125 120 0.08
<
Iron,Yermlcular < HB350 GK2115 CNEUOQ705 (80-160) (0.05-0.12)
Graphite Cast Iron
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Chamfer Milling

LE RE
SPMT
. O 4
Chamfer Milling Insert
11°F
Ic Vs
g 8
Dimension(mm) Coating Grade s 3
o |2
Ordering Code Q
ICILEIRE ) S IDLISISIS =/ 882 238 3 %28
CENGHNGEETH NN SCHRCHRCERCRRCERCE RCH RCH ()

SPMT09T308-CM 9.53 7.93 0.8 3.97 44

SPMT120408-CM 12.7 11.1 0.8 476 55 ® @ o o

@ Stock O Available Upon Order
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Indexable Milling Cutter | MILLING

Chamfer Milling

MCA130

Side Clamp Type -

—

——DCX
DC
DCON

©
S

LU

LF

Figl
‘ Dia- ‘ Dimension(mm) ‘ . ‘ ‘ ‘W ; ht‘
‘mé?er‘-reeth bC ‘DCX ‘ DCON‘ L ‘ N APMX‘ Suitable for ‘Coolant‘ Shape‘ (eKlg) ‘

MCA130025R02W25SP09 25 2 25 40 25 120 40 3 SPMT09T3 X Figl 0.44 (]
MCA130032R03W32SP12 32 3 | 2| 2 32 180 40 4.5 SPMT1204 X Figl 1.07 [}

Ordering Code Stock

@ Stock O Available Upon Order

g8 8

MCA145 L€ =
Side Clamp Type T .
Fig2

Ordering Code n?;?t;_r Teeth e ‘ DIZiXmer;sCic;r:\l(mnE:: ‘ m APMX‘ Suitable for ‘Coolant‘ ShapeV\éeKié;]t Stock

MCA145025R02W25SP09 25 2 25 37 25 120 40 5 SPMTO09T3 X Fig2  0.43 [ J
MCA145032R03W32SP12 32 3 32 49 32 180 40 T SPMT1204 X Fig2  1.06 L]

@ Stock O Available Upon Order

L Res R
MCA160 LB =
Side Clamp Type v /Lu
LE
Fig3
Ordering Code n?;?éqTeeth o ‘ [I?Lzen;ié)g,(\lmmzl: ‘ m APMX Suitable for Coolant Shapew(eKié;‘tStock

MCA160025R02W25SP09 25 2 25 34 25 120 40 6  SPMTO9T3 X Fig3 041 @
MCA160036R03W32SP12 36 3 36 48 32 180 40 8  SPMT1204 X Fig3 106 @

@ Stock O Available Upon Order
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MILLING |

Spare Parts

Indexable Milling Cutter

Part Name Inserts Screw Recommended Torque Insert Screw Wrench
Shape K&
&)
Inserts %
SPMTO09T3 Ordering Code SI60M040089-05313S 3.5N'm TT15PQ
SPMT1204 Ordering Code SI60M050108-07209S 5.0N-m TT20PQ
Recommended Cutting Data
— Feed Rate/Edges
Workpiece Hardness  Grade Specification l:/ttzng/ pe)e fz(mm)
G Medium Cutting(M)
180 0.2
GA4225 SPMTO9T3 (140-220) (0.15-0.25)
Soft Steel < HB180
GA4230 SPMT1204 180 0.25
(140-220) (0.2-0.3)
160 0.2
PMTO9T
Carbon Steel, Hp1go- ~ OA4225  SPMTO9T3 (120-200) (0.15-0.25)
Alloy Steel 350 gégﬁg SPMT1204 160 0.25
(120-200) (0.2-0.3)
GA4230  SPMTO9T3 (801—21%0) (001'-105 2)
Pre-harden Steel =~ HRC35-45 = GA4225 120 ‘0 2'
GP2115  SPMT1204 (80-160) (0.15-0.25)
120 0.15
Stainless (Ferrite, = _ HB270 GM2140 TR (80-160) (0.1-0.2)
Martensite) = GA4230 ST 120 0.2
M (80-160) (0.15-0.25)
Stainless SPMT09T3 (60.240) 0102}
(Austenite, < HB270  GM2140 100 '0 2'
Diphasi :
iphasic) SPMT1204 (60-140) (0.15-0.25)
160 0.2
SPMTO09T3
Grey Cast Iron <HB2g0 CK2LL HIAG A o0
GK4125 SPMT1204 160 0.25
m (120-200) (0.15-0.3)
140 0.15
Nodular Cast Gkalps ~ SPMTO09T3 (100-180) (0.1-0.2)
Iron, Vermicular < HB350 GK2115 140 02
hi | :
Graphite Cast Iron SPMT1204 (100-180) (0.15-0.25)
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GESAC Coating

Coating Characteristic

Max. service

Tem;(ooecr?ture Characteristic and Application

Coatings Mlc(rﬁ\i}g.rgsr;ess Coefficient

Friction

ng}f: oxidation resistance, extremely good of
high temperature abrasion resistance, suitable
for ordinary steel, low hardness of die steel or
titanium.

AlCrN 3200 0.45 1100

Specially designed for milling, high oxidation

) resistance, good balance of abrasion resistance
AICrSiN 3300 0.4 1100 and toughness, strong versatility, suitable for
ordinary steel under HRC55, die’steel and titanium
alloy milling.

) Super-high micro hardness and fine-grain, suitable
TiAIN 2900 0.35 900 for stainless steel, some high hard steel drying
cutting and titanium alloy milling.

Extremely crystal texture control, good balance of
. micro hardness and tougthness, universal milling
AITiN Nano 3000 0.45 900 and drilling coatings, suitable for stainless steel,
high hard steel moderately high speed and high
feed cutting.

. High oxidation resistance, good hot hardness,
AICrN/TiSiN 3100 0.35 1100 good toughness, and super-smooth surface,
suitable for stainless steel and cast iron drlll’lng.

SIS Super high thermal-stability, super toughness, bit
ABI/IEINt(lyyseer 3300 0.35 1100 gﬁrﬁ?;%l cgoating, especially zuita%le for<g)rdinary steel
) ) Hi%h micro hardness, high oxidation resistance and
TiAICrSiN 4000 0.35 1100 hot hardness, suitable for high hard steel above 55HRC

milling.

o High micro hardness, high oxidation resistance and hot
TIAISIN 4000 0.35 1200 hqlrlqlness, suitable for high hard steel above 55-65HRC
milling.

High hardness, good self-lubrication and excellent

. . adhesion resistance;Suitable for processing non-
Ti-rich Coating 4000 0.35 900 ferrous metals such as titaniumpalloys and aluminium
alloys.
Normal Diamond High hardness, thermal conductivity and wear
Coating 8500 ) 700 reglstance, suitable for graphite maghining.

Smooth surface, good self-lubricity, hardness,

) 700 thermal conductivity and wear resistance, suitable
for nonferrous materials, carbon fiber composite

machining, etc.

Ultra-fine Grain
Diamond Coating 8000
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Position of Main PVD Nano-structure Coating

PVD coating provides for superior control of coating grain size (from 10nm to 500nm), achieves excellent hardness, good
oxidation resistant, and improved reduction of the coefficient of friction.

Max. service Temperature (°C)

1300
1200
3

1000

800

600 | ... T

400

200

0 2000 2500 3000 3500 4000 Microhardness (HV)

Microhardness and Max. Service Temperature

Coefficient Friction

0.5 1
04 | Tv R
TIiAICrSiN
TIAISIN

0.3

0.2

0.1

0 2000 2500 3000 3500 4000 Microhardness (HV)

Microhardness and Coefficient of Friction
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Universal High Performance Coating AICrSiN

@ Productivity increases due to significantly higher cutting speed and feed for
application in a wide range of materials.

@ The particular design of the structure brings a good balance between
toughness, thermo-shock stability, and residual stress.

AlCrSiN Coating

The Carbide Substrate

High Hardness Coating TiAISiN SEM Photograph of Coating

@ Micro-hardness up to 4000HV with good wear resistance.

@ Special transition layer design ensures high bonding strength between
high-hardness coating and substrate, with adhesion up to 100N.

@ Nano-composite coating design provides super strong oxidation TiAISIN coating
resistance, with oxidation starting at temperatures as high as 1200°C and
high temperature stability.

The Carbide Substrate-”

SEM Photograph of Coating

Nano Coating AITiN

® High aluminium content provides excellent hot hardness and oxidation
resistance.

® Special method optimizes the structure of coating, significantly improve
stability, reducing the number of surface droplet.

AlTiN Nano Coating

*The Carbide Substrate

$3700 16.0KV. 7.4mitt x15.0k SE

SEM Photograph of Coating

Ultra-fine Grain Diamond Coating

@ High purity diamond coating, with hardness up to
80GPa.

@ Ultra smooth and shiny surface, low friction
coefficient.

@ Suitable for finish machining nonferrous materials,
such as graphite, aluminium, carbon fiber, ceramic,
etc.

SEM Photograph of Coating Surface Morphology
Normal Diamond Coating

@ High purity diamond coating, with hardness up to
85GPa.

@ High wear-resisting diamond coating, with extremely
high hardness and strong wear resistance.

@ Suitable for graphite machining.

Diamond Coating

The Carbide Substrate

SEM Photograph of Coating Surface Morphology
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Guidelines to lcons

Mark Description Mark Description Mark Description
s 1SO Standard -20° [ IS
= Shank h5 . 20°Helix 5 Flutes
Shank
ISO Standard 15° oLyl No.of A
@ Shank h6 Helx 15"Helix Flutes [6_j 6 Flutes
AICrN Coating 2_0 20°Helix Eg 12 Flutes
' 28° !
AICrSiN Coating ~. 28°Helix . Square
. 30°
AlTiN Coating ~. 30°Helix g Corner Radius
Nano Coati 35° End [ ]
AITiN ano toating 35°Helix Teeth Ballnose
nano AlTiN Helix T Balinose
ype
I AICTN/TiSiN 38° ool W@ squarewith
TiSiN Coating Helly 38°Helix Chamfer
Helix
- P nNano coatin 40° ool \/
Coating By AITiN/TISIN g . 40°Helix M Chamfer
. . . 45° .
I8~ TIiAICrSiN Coating ™ 45°Helix Steel
- . . 15740 . . .
LR | TiAISIN Coating ™~ Variable Helix M Stainless Steel
e 357/38]
Ti-rich Coating ~ |/ Variable Helix m Cast Iron
Workpiece
N LDi q 38401 Material Non-f
ormal Diamon . . on-ferrous
M Coating Helix Variable Helix m Materials
Ultra-fine Grain 38/41 . . Heat-resistant
h - Variable Helix Super Alloys,
M Diamond Coating (= B Titanium Alloys
. - ) . High Hardened
E Side Milling Variable Helix m Materials
E Slot Milling 1 Flute
Cutting ST
Condition m Profile Milling 2 Flutes
No.of
Flutes
Spiral Milling ! 3! 3 Flutes
Trochoidal Milling r4} 4 Flutes
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Solid Carbide Endmills Identification System

UP210 -

L (©)

Workpiece ®§gr(ij:SOf Series Description
UP210 General Machining Series(<48HRC)
SP210 High Efficiency Machining Series(<48HRC)
Steel, Cast Iron PP300 High Efficiency Machining Series (<48HRC)
UPN210 General Rough Machining Series(<48HRC)
UPR210 General Rough Machining Series(<48HRC)
UPR300 General Rough Machining Series(<48HRC)
US200 General Machining Series for Stainless Steel
Stainless Steel US260 General Machining Series for Stainless Steel
SS600 High Efficiency Machining Series for Stainless Steel
UA100 General Machining Series for Aluminium
SA100 High Efficiency Machining Series for Aluminium
Aluminium Alloy SA160 Q=M Appearance Machining Series for Aluminium
SA210 LEA Rough Machining Series for Aluminium
SA300 Q=M High Speed Machining Series for Aluminium
DNM100 PCD Round-head Endmill
Graphite SG200 High Speed Machining for Graphite
Composite Materials SD200 General Machining for Composite Material
Heat Re;:lsé:;gt Super SN200 High Efficiency Machining Series for Heat Resistant Super Alloys
Titanium Alloys ST210 High performance Machining Series for Titanium Alloys
High Hardened Material SH160 General Machining Series for Hardness Steels(48~55HRC)
FH200-H High Feed Machining Series for Hardened Steels (35-65HRC)
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a» a@» L ©)

S Square N Long Neck 2 006 = 0.6mm
Square\Ballnose:

B Ballnose H Long Shank 3 060 6mm a. Neck Length

1 .F L h
R | Cornor Radius L Long Flute 4 100 10mm b cl’tét_zmer:]lgt
C Square with S Short Flute 6 10-10mm

Chamfer
Blank  Standard

Cornor Radius:
2 02-R0.2mm
10-R1mm

Chamfered

3 Corner:
03-C0.03mm

13-C0.13mm
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Solid Carbide Endmills Identification System

L (©)

Workpiece (MCode of Series Series Description
Steel, Cast Iron, Copper
Alloy, High Hardened SPM200 High Efficient Micro Diameter Machining Series (<55HRC)
Material
SH260-H General Machining Series for High Hardened Material (30-60HRC)
High Hardened SH360 Machining Series for High Hardened Material (45-65HRC)
Material

High Efficient Micro Diameter Machining Series for High Hardened

SHM200 Materia (45~65HRC)

L ©)

Workpiece (MCode of Series Series Description

Graphite SG200-M High Speed Machining of Graphite
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@ch Ech 'Ech ;e «» «e»

L@

S Square N LongNeck 0.6 0.6mm 0.5 0.5mm
B  Ballnose H  LongShank 6 6mm 1 | 1mm
R Egtrirll:sr L | lLongFlute _ None Co';lr?er
S | Short Flute - Radius
Blank Standard 2

3 0.5 0.5mm

4 1 Imm

6 10 10mm

100 100mm

@ch Ech Ech Ech §ce .@» «e»

Neck
B Ballnose Lon 6 6mm 1 1mm
H g
R Cornor Shank No
Radius Long _ None Corner
L Flute Radius
Short 2
S H
Flute 3 05 | 0.5mm
BlankStandard
4 1 1Imm
6 10 10mm
100 100mm
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Solid Carbide Endmills Identification System

Zirconia&Titanium Alloys SM200 Endmills for Denture
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@ch Ech Ep Ech wE©P» .«

;_ | et v

RO Roland

VH VHF

Wi Willand

IM IMES-ICORE
Al Conze

AR ARUM

XT Xiangtong
KL Collard
A

0.6mm 0.5mm 50mm
3 6 6mm 1 1mm 60 60mm
10 10mm

d4

4mm

dé

6mm
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Solid Carbide Endmills

Application Summary

% Carbon Steel,
3 Alloy Steel
2 (<35HRC)
5 Alloy Steel (35-48HRC)
6 PH,Ferritic,Martensitic
Steel(<35HRC)
1
. US200
D sanessel U2 - ss600 - S
1 Grey Cast Iron,Nodular
2 CastlIron
m (<32HRC)
3  High-alloy Cast ron
(35-45HRC)
Rought Aluminium
1 Alloys/Cast
2 Aluminium Alloys
(Si<12%)
3 Cast Aluminium Alloys
m (Si>12%)
4 Copper Alloys
(<200HB)
5 Graphite, Composite
Material
1 | HeatResistant Super
2 Alloys
B 3 (<450HB)
4 Titanium Alloys
(<400HB)
1 Hardened Steel(45-
55HRC)
2 Hardened Steel(55-
60HRC)
3 Hardened Steel
4 (>60HRC)
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Series Introduction

V' UP210 Endmills for General
Machining of Steel

o Suitable for steels & cast iron(<48HRC).

e High performance AlCr series coating with high
temperature resistance and high wear resistance.
® Adapt to oil mist, water, oil, air cooling and other
cooling conditions.

A PP300 Endmills for High Efficiency
Machining of Steel

e Suitable for side milling, slot milling, spiral
interpolation milling, cycloidal milling and other
efficient machining of ordinary steel and cast iron
materials (<48HRC), with high metal removal rate.

e Unequal tooth pitch, unequal spiral design, effective
suppression of high field tremor, play a superior seismic
ability, to achieve large cutting depth, large cutting
width efficient and stable processing.

® The design of variable groove depth ensures that the
tool has enough chip discharge space and sufficient
rigidity.

SP210 Endmills for High Efficiency
Machining of Steel

e Suitable for high efficiency machining of steels & cast
iron (S48HRC).

e Variable helix angle and unequal flute pitch with
excellent anti-vibration capacity.

e Applicable to high efficiency machining of large
cutting depth (ap) , large cutting width (ae) (Machine
with good rigidity).

A UPN210 Endmills for General Rough
Machining of Steel

e Suitable for semi-finishing and roughing of steels and
cast iron with high metal removal rate.

® GU cemented carbide substrate with high-performance
AICrSiN nano-coating provides a perfect match of high
wear resistance and toughness.

@ Special chip-breaking design produces short chips
during processing for smooth chip removal and high-
quality stable machining.

® Special R-type groove design ensures good chip
evacuation.
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Series Introduction

V' UPR210 Waveform Endmill for Steel

e Suitable for roughing of steels & cast iron(<48HRC),
with high metal removal rate.

® GU cemented carbide substrate with high
performance AICrSiN nano-coating, to realize perfect
match both high wear resistance and toughness.

® 45° helix angle and special U type groove design,
realize smoothly cutting.

e Adopt the standard waveform tooth design, make
short chips during processing. Excellent chip removal
performance, realized high quality and stable
processing.

WV UPR300 Waveform Endmills for Steel

e Suitable for roughing at large cutting depth (ap) and
large cutting width (ae) of steels and cast iron (<48HRC)
with high metal removal rate.

@ Dense tooth type and waveform tooth design produce
ultra-fine chips during processing for excellent chip
removal, low resistance cutting performance, and low
machine load.

o Special edge processing effectively improves the tool's
collapse resistance and wear resistance during rough
machining.
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A US200 Endmills for General Machining
of Stainless Steel

e Suitable for general machining of stainless steel
(<280HB).

e Special edge design, effectively solve the crumbs.
e Water, oil cooling as the best cooling method.

A US260 Endmills for General
Machining of Stainless Steel

e Suitable for roughing and finishing of stainless
Steel(<380HB)

e Updating cemented carbide substrate with high
performance nano-coating, to realize perfect match both
high wear resistance and toughness.

e Suitable for high feed rate machining, face milling, side milling,
slotting (ap<<0.1D).

e Oil or water cooling will be preferred.
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Series Introduction

V' DNM100 Endmills of Standard PCD
Corner Radius

e Using composite materials with good wear resistance
and unique cutting edge treatment to ensure the quality
and long life.

e Suitable for aluminium alloy ,graphite, composite
material in roughing,semi-finishing and finishing.

A 55600 Endmills for High Efficiency
Milling of Stainless Steel

e Suitable for processing high strength steel, precipitation
hardening stainless steel, titanium alloy, etc.

e Excellent slot milling performance, high cutting edge
strength and anti-collapse edge.

® Unequal spiral and unequal graduation design, stable
cutting process.

@ Parabolic chip flute design with excellent chip removal
ability.

W UA100 Endmills for General Machining of Aluminium Alloy

e Suitable for aluminium alloy (Si < 12%) and copper alloy (< 200HB) general processing.
® Special edge design, reduces vibration, effectively solve the crumbs.
e Water cooling is the best cooling method.
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Series Introduction

A SA100 Endmills for High Efficiency
Milling of Aluminium Alloy

e Suitable for high efficiency roughing and semi-
finishing of aluminium alloy (Si < 12%).

® The product has unique groove design and rake face
polishing process , which could enhance chip removal
performance and meet the needs of high efficient
processing.

e Applicable for high efficiency machining at large
cutting depth (ap), large cutting width (ae), high material
removal rate.

SA160 Endmills for Appearance
Machining of Aluminium Alloy

e Suitable for aluminium alloy finishing (appearance pro-
cessing).

® Unique geometry design and high grinding quality, to
meet the requirements of high appearance processing.

e Machining appearance without cutter line, double surf
ace defects, to achieve stable appearance processing.
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W SA210 Endmills for Roughing of
Aluminium Alloy

e Adopting the waveform endmill suitable for high
efficiency roughing of aluminium alloy.

@ Special wavy tooth design, high metal removal rate.

e Vibration suppression tool design, high-speed cutting
process is stable.

SA300 Endmills for High Speed
Machining of Aluminium Alloy

e Suitable for high speed machining of aviation
aluminium alloy.

e The combination of special design and sophisticated
manufacturing, the dynamic balance performance of
the tool.

e Ultra-fine grained cemented carbide with super wear
resistance and high toughness.

e Unique sharp cutting edge design, light and smooth
cutting, improve machining efficiency and workpiece
surface quality.




Series Introduction

7

A SG200 Endmills for Machining of Graphite

e Diamond coating and enhanced adhesion between
coating and substrate provide high adhesion and tool
toughness.

® High-purity diamond coating film with good wear
resistance ensures long-life processing.

e Suitable for semi-finishing and finishing of graphite
workpieces, such as graphite electrode and graphite
products. Air cooling is recommended.

A

SD200 Endmills for High Performance
Machining of Composite Material

e Suitable for aerospace carbon fiber composite material
side and groove milling.

e Using diamond coating to improve tool life.

o The left and right interleaved edge design can effectively
suppress the flanging and delamination of the workpiece.

Solid Carbide Endmills | MILLING TOOLS

V' SG200-M Endmills for Graphite Mold

® High-purity diamond coating, suitable for processing
all kinds of high and low hardness graphite, with superior
wear resistance.

® Special pretreatment, ensures good surface quality.

e Suitable for 3C electronics industry 3D curved glass
graphite mould, with high precision, specialized
processing. Air cooling is recommended.

W' SN200 Endmills for High Efficient
Machining of Heat Resistant Alloys

e Suitable for heat resistant super alloys (Inconel 718, GH
4169, etc.) and stainless steel materials.

e High performance treatment, the unique inserts design
ensures high rigidity and excellent vibration resistance.

® Special circumferential treatment can increase the
strength of cutting edge and ensure the quality of cutting
surface.
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Series Introduction

V' SM200 Endmills for Denture

® High-precision dimensional tolerance design to
ensure the accuracy of denture processing.

® Sharp cutting edge design produces excellent
product surface quality.

e Advanced coating technology, high tool wear
resistance.

e Suitable for processing zirconia, titanium alloy,
cobalt chromium alloy and other processing in the
dental industry.

&

W ST210 Endmills for High Performance
Machining of Titanium Alloys

e Suitable for high performance machining of
titanium alloys (TA7. TC4. TC18) and stainless
steel.

e Unequal flute pitch, unequal helix, effectively
improved anti-vibration performance, higher surface
quality.

® Eccentric arc relief angle design improves edge
strength and guarantees surface quality.

e Special body for hard working materials, ensures
longer tool life.
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A SH160 Endmills for Machining of Hardened
Steels (48-55HRC)

e High hardness, high toughness substrate, special angle
design, used for the processing of hardened steel.
e Suitable for 48-55HRC hardened steel finishing.
® Air cooling or oil mist cooling is recommended.

A SH260-H Endmills for General Machining
of Hardened Steels

e Suitable for semi-finishing and finishing of 30~60HRC
Hardened Steels;

e Super fine carbide substrate with high strength and
toughness combined with special high hard coating
significantly lengthens tool life.

e Unique groove structure realizes excellent machining for
harden steels materials.

® Air and oil mist cooling are the best cooling methods.
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Series Introduction

V' SH360 Endmills for High Speed Machining
of Hardened Steels

e Suitable for finishing and semi-finishing of 45 ~ 65 HRC high
hardness materials.

® The substrate material with high strength and toughness is
matched with the newly developed coating with high hardness,
which can effectively extended service life of cutting tools.

e Unique groove structure, achieving excellent processing of
high hardness steel.
e |tis recommended to use oil cooling or oil mist.

/ A SHM200 Endmills of Micro Diameter
)7 for Deep Machining
s
e Adopt GU ultra-fine grain substrate+TiAlSiN high
performance nano coating.
/ e Special angle and reduced neck design.

e High precision edge diameter precision, high
precision head contour, high precision cutter Handle
(h5).

e Suitable for hardened steel, pre-hardened steel
and other materials (hardness <HRCG5) . Precise
deep hole machining.

W FH200-H Endmills for High Feed Processing
of Hardened Steels

e Dedicated to high feed rough machining of 35~65HRC
high hardness material.

® Special-purpose tool type design realizes thin cutting
effect, high feed machining, improves the processing
efficiency.

e Latest super fine carbide substrate with hard coating
ensures high wear-resistance and high thermal stability
under various working conditions.

A SPM200 Endmills of Micro
Diameter for Deep Machining

e Suitable for deep groove micromachining of
carbon steel, alloy steel, hardened steel, copper,
aluminium alloy and other materials (<HRC55) in
the precision mould industry.

e High precision of edge diameter, ball head
contour, R arc contour and shank( h5).

e The high performance AICrSiN nano-coating with
high heat resistance and resistance.

® Special angle and space avoidance design.
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Endmill Catalog (by Series)

End
Teeth Coating Description

Type

Suitable No.of
Material Flutes

rZJ g WS 2Flutes, Stub Length ﬁ
er g 2 Flutes, Standard Length ﬁ
er g ACSIN I%Egi:‘gttﬁ Long -
I Jruesiiont s
LRIl 3F(utes, Standard Length =ﬁ
Pl 4Flutes, Stub Length —_—— e
WSl 4Flutes, Standard Length — ——_S
ACISIN ig:\ugfhs, with Long Flute —i
G Sk g e
P 4 Flutes, Acute Angle —aa
ITRl] 4 Flutes, 45° Helix —— S
LS | 6 Flutes, Standard Length  fe———SSSS
LSl 2 Flutes, Corner Radius =ﬁ
Acrsiv I Flutes Corner Radius, -

with Long Shank Length ﬁ
LSl 4 Flutes, Corner Radius tﬂ
B s
IS 4 Flutes, 45° Helix R — S
[2] WS 2 Flutes, Ballnose 5
rzl AlCrSIN ailﬁifnzaslr::lflength v——

©) Most suitable () Suitable

=
=

Steel
Castlron

A A

clelslelsinlolsisiaiaiaiate
I
HEEB
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Type

UP210-SS2

UP210-S2

UP210-SL2

UP210-SH2

UP210-S3

UP210-SS4

UP210-54

UP210-SL4

UP210-SH4

UP210-SC4

UP210-S4A

UP210-S6

UP210-R2

UP210-RH2

UP210-R4

UP210-RH4

UP210-R4A

UP210-B2

UP210-BH2

Diameter
Range

D1~ D20

D1~ D20

D2 ~ D20

D2 ~ D20

D2 ~ D25

D1~ D20

D1~ D22

D1~ D20

D2 ~ D20

D4 ~ D20

D4 ~ D20

D6 ~ D20

D1~ D20

D4 ~ D20

D1~ D20

D3 ~ D20

D4 ~ D20

D0.8 ~ D20

D2 ~ D20

Dimension
Page

232

233

235

236

237

238

239

241

243

244

245

246

247

250

252

255

257

259

261

Cutting
Parameters
Page

544

544

544

544

544

545

545

545

545

545

545

545

544

544

545

545

545

547

547
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Endmill Catalog (by Series)

. End . . . Cutting
SUItable No.of Teeth Coating Description Type IR RS (el Parameters
Material Flutes Type Range Page Page

E “ JYest] 4 Flutes, Ballnose —N  UP210-B4 D2 ~ D20 263 547

.~ ! \ / ™ 4 Flutes,
4 AICISiN 60° Chamfer Endmills ﬁ UP210-L60 D4 ~ D20 264 548
- \ / M 4Flutes, -~
l4 QIS 000 chamfer Endmills — UP210-L90 D4 ~ D20 265 548
P v M 4 Flutes,
A 4 ! BER 500 Chamfer Endmills = UP210-L120 D4~ D20 266 548
SP210
P ! g R 3 Flutes, Variable Helix ~ —————ssSSWa SP210-S3  D2.5~D20 267 548
Steel . ™ 3 Flutes, Variable Helix 6
Cast Iron ﬂ & crsi [ RS  SP210-C3 D6 ~ D16 268 548
r4 ! g 4 Flutes, with Variable Helix f———tSS SP210-S4 D2 ~ D20 269 549
P . 4 Flutes, Variable (
l4 o | i orth Chammfer N SP210-C4 D3 ~ D20 270 549
. 4 Flutes, Long Neck,
E & Variable Helix { =8 SP210-CN4 D3 ~ D20 272 549

with Chamfer

r4 ! M 4Flutes ComerRadius, (e taSS SP210-R4  D3~DI6 273 549

Variable Helix

o . 4 Flute Corner Radius,
A 4 ! &a with Long Shank Length ==—————————=—=i&¥ SP210-RH4 D4 ~ D12 275 549

and Variable Helix

rzl 2 Flutes, Ballnose = 21082 D1~ D12 276 550
[2] 2 Flutes, Ballnose, = 5p210-BH2 D4~D12 277 550

with Long Shank Length

©) Most suitable () Suitable
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Endmill Catalog (by Series)

. End . . . Cutting
3;':225 I!\{Sigi Teeth Coating Description Type DIRa;:ezer DlmPeanselon B e
Type 8 g Page
PP300
[2] fo:)“éisa tandard length PP300-C2  D2~DI12 278 551
™ 3 Flutes, Standard length ~
ﬂ Variable Helix (Tip Chamfer) PP300-C3 D3 ~ D20 219 552
- M 4 Flutes, Standard length ~
l4 LERl | ble Helix (Tip Chamfer) PP300-C4 D3 ~ D20 280 553

[ ~
el \ariable Helix with Chamfer PP300-R4 D4 ~ D20 281 553

o

et
f=s 0= M= IEi=fsls=

M 4/5 Flutes, H;m PP300 ~
Rl Variable Helix with Radius CTRENSERN SpEED-3D D6 ~ D20 283 554
s
M 4/5Flutes,Long Neck, I PP300 o
Bl Variable Helix with Radius = e gppen gy D6~ D20 284 254
Steel
Castlron
i
™ 4/5 Flutes, s PP300 -
. ACrSN Variable Helix with Radius -SPEED-5D D6 ~ D20 285 o4
UPN210
& M 4 Flutes, with Roughing —ENT -
49 Mom BB Geometry RGN | UPN210-S4 D6~ D20 286 556
UPR210
4 US| 4 Flutes Square, =————A00NK UPR210-54 D6~D20 287 555
Chamfer with Roughing Geometry
UPR300
ﬂ I 3/4Flutes Square, ———a UPR300-S3/ D6 ~ D20 288 557
Chaor with Roughing Geometry S4

P

©) Most Suitable () Suitable
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Endmill Catalog (by Series)

. End . . . Cutting
f/ll:::g:i 38%22 Teeth Coating Description Type D';;:ezer Dlm:anselon B e
Type 8 g Page
SPM200
Steel rzj R 2 Flutes,Long Neck, f— SPM200-SN2  D0.1~D6 477 589
Cast Iron

2 Flutes,Corner Radius, - ~
Long Neck,Micro Diameter | SPM200-RN2 = D0.2 ~ D6 483 599

=

ICrSiN

4 Flutes,Corner Radius,

L
el @) U
nt

Hardened
Steel q
[ §

e e oy s  SPM200-RN4 D1~D6 497 621
rzl R 2 flutes.Ballnose,Long Neck, gmme  SPM200-BN2 D0.L~D6 503 626

WAL 2 Flutes, Standard Length (e [g  US200-S2 D0.5~ D20 289 559

W 4 Flutes StubLength  eliig US200-5S4  D2~D20 290 560

ON 4 Flutes, Standard Length (i  US200-S4 D1~ D22 291 560

®
Stainless

1 4 Flutes, with Long - - ~
TIAIN Shank Length m US200-SN4 D2 ~ D20 292 560

W 2 Flutes, Corner Radius [ NBRRE  US200-R2 D3~D16 293 559

RO

WY 3 Flutes, CornerRadius e GRS US200-R3 D2 ~ D20 294 559

WY 4 Flutes, CornerRadius e il | US200-R4 D2 ~ D20 295 560

UL 2 Flutes, Standard Length ;“ US200-B2 D1~ D16 296 560

fa = 1= P= = I 0= 0=

] A8

E “ WAL 4 Flutes, Standard Length Q US200-B4 D1 ~ D20 297 560

©) Most suitable () Suitable

188 _ GESAC




GESAC _ 189

Solid Carbide Endmills | MILLING TOOLS




MILLING TOOLS |

Solid Carbide Endmills

Endmill Catalog (by Series)

End
Teeth Coating
Type

Suitable No.of
Material Flutes

US260

TiAIN

S

TiAIN

-
(318
(318
(318
(318
o
-

saintess 20600
Steel

TiAIN

TiAIN

TiAIN

TiAIN

TiAIN

TiAIN

TiAIN

TiAIN

EREEEREEE
HHHHBEEEA

TiAIN

g
H
H
8
3

ChEEEEREEE

©) Most suitable () Suitable
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Description
2 Flutes,Standard . .
Length/Stub Length
4 Flutes, ‘ —
Stub Length
4 Flutes, — N5
Stub Length
4 Flutes, _ SN
Standard Length
4 Flutes, - SN
Standard Length
4 Flutes, ——
Corner Radius
4 Flutes, 6 ———
Corner Radius !
4 Flutes, Stub Length L .&j
4 Flutes, AR
Standard Length C - N
4 Flutes, —_—
Long Shank — @
5 Flutes, Em— ——a 3
Standard Length | 7:'&“
4 Flutes, Conner Radius, N
Reduced Flute E i '“'&
4 Flutes, )
Corner Radius L —. ‘@
4 Flutes, Corner Radius r
Long Shank Length [ §\\§
5 Flutes, Conner Radius - um
4 Flutes, Ballnose (.j fg

Type

US260-S2/
SS2

US260-SS4A
US260-SS4B
US260-S4A
US260-S4B
US260-RS4

US260-R4

S$S600-SS4
S$S600-S4
S$S600-SH4
S$S600-S5
S$S600-RS4
SS600-R4
S$S600-RH4
SS600-R5

S$5600-B4

Diameter
Range

D0.5 ~ DO0.8

D1~ D20

D1~ D6

D1~ D20

D1~ D6

D1~ D20

D1.5~ D20

D2 ~ D20

D1~ D20

D2 ~ D20

D6 ~ D25

D2 ~ D20

D2 ~ D20

D4 ~ D20

D6 ~ D25

D2 ~ D20

Dimension
Page

298

299

300

301

302

303

304

306

307

308

309

310

311

313

315

319

Cutting
Parameters
Page

561

561

561

561

561

562

562

563

563

563

563

563

563

563

563

563
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Endmill Catalog (by Series)

fﬂlg::g:i gz&gi Tigsh Coating Description Type DiRa;'zzteer Dim:angseion Pa(l:'::entgers
Type Page
UA100
rzl _ 2Hutes, th e | UA100-S2 D1~D20 320 564
[21 g fvft'ﬁejn ¢ Flute Length A SN UAL00-SL2 D2~D20 321 564
rzl g fvft‘ﬁﬁfn £ Shank LengtHS——y | UALO0-SH2 | D2~D20 322 564
ﬂ g Jhutes, th UA100-S3 D1~D20 323 565
ﬂ g 3 Plutes, ¢ Flute Length asssss UAL00-SL3  D2~D20 324 565
ﬂ g " ft'ﬁ{e;';]g Shank Length S | UALOOSH3  D2~D20 325 565
rz] g 2Flutes, CornerRadius s .  UA100-R2 D1~ D20 326 564
rzl g @i‘ﬁejn‘?srﬁjglfi‘i‘n“;hh:—f =3 UAI00-RH2  D6~D20 329 564
A'“A’Hgyg‘m ﬂ g 3Flutes, Corner Radius ~ (e@SSSS!  JA100-R3 D1~D20 331 565
ﬂ g " ft'ﬁ{ejn‘?srﬁjglfi‘i‘n“;{h e &S UAL00-RH3  D6~D20 334 565
EZJ 2 Flutes, Ballnose SO | UA100-B2 D1~ D16 336 566
SA100
ﬂ g 3Flutes, Standard Length sl SA100-S3 D3 ~ D12 337 566
SA160
ﬂ !M!. oo length W NN SAL60-S3 DA~D20 338 566
ﬂ g Lo fte Length W [ NSNS SAI60-SL3 D4~D20 339 566
E !M!. otutes, o [ SO SA160-54 D4~D20 340 566
{4} g gtﬂgtf;gth QED e = 505 SAL160-SS4  D4~D20 341 566

@ Most Suitable () Suitable
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Endmill Catalog (by Series)

. End . . . Cutting
fﬂl:::g:i I!\llgigi Teeth Coating Description Type D';:;zteer D'm‘fangselonParameters
Type Page
SA210
[ | 3 Flutes Corner Radius, B@S
’ 3 l & with Long Neck @ w SA210-WR D12 ~ D25 342 567
mmm 3 Flutes, Conner Radius,
P l g BEil Long Neck UEN eSS SA210-WRIC  D12~D25 345 567
- (Internal Cooling with Coating)
: ! | 3 Flutes Corner Radius, m—
3 &: with Long Neck [ NN SA210-NR D6 ~ D20 348 567
SA300
E’, ! L! 3Flutes, Standard Length  [ssmnmnc Sy SA300-S3 D6~ D20 349 568
. 2 Flutes, Corner Radius, H‘ ~
EJ & Long Neck = SA300-RN2 D6~ D32 350 568
Alumini : ! A 3 Flutes, Corner Radius, — . ~
Li\rm:;:m 3 & Long Neck EQ SA300-RN3 D6~ D32 354 568
[21 2 Flutes, Ballnose, Long Neck [y SA300-BN2 D6~D20 358 568
E}} g 4Flutes, Long Neck DTl (aESSSSSY  SA300-SF-SN4  D6~D20 359 569
o/ . mmm 4 Flutes, Long Neck R
4 4! !m (Internal Cooling UM (Mies SSanaSaS!  SA300-SF-IC-SN4 D12~D20 360 569
with Coating)
P} [ | 4 Flutes, NEW] —_, R
L4 & Conner Radius, Long Neck [ SSSSSSJ SA300-SF-RN4  D10~D20 361 569
. S 4 Flutes, Conner Radius, ~
4 Long Neck DEm (e S S | SA300-SF-IC-RN4 D12~ D20 363 569
(Internal Cooling with Coating)
[ | 6 Flutes, Conner Radius, ;& -
[63 &H Long Neck [NEW] SA300-WF-RN6 D16 ~ D25 365 569
mmm 6 Flutes, Conner Radius, ~ —
E 6 ; L’ Long Neck @ ﬂ SA300-WF-IC-RN6 D16 ~ D25 366 569
(Internal Cooling with Coating)
DNM100
) . 1 Flute, ~
Alclmi?tzm E & Corner Radius = DNM100-RS1 D2 ~ D3 367 569
Graphite [ | 2 Flutes,
Composite [21 & Corner Radius ] | DNM100-RS2 D4~ D10 368 569
:3! g 3 Flutes, —. DNM100-RS3  DIO~DI6 369 569

Corner Radius

©) Most suitable () Suitable
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Endmill Catalog (by Series)

fﬂl;itt:g;el gﬁgi 'I_;I_Eey%j: Coating Description Type Dis::lzteer Dim:angseion Pa?’éi%%rs
SG200
[2) g M Do Stondard mmeN® 5620052 D04~D12 370 570
[2} g M ot Lo Neck s SG200-SN2 | D1~DI2 371 570
ﬂ !m! M L, Standard - ey 56200-53 DI~D12 372 570
El} g Lt 22N ey 56200-54 D2~D12 373 570
:4} g M 4 Flutes, Corner Radius =~ FeeesilE®  SG200-R4 D2 ~ D12 374 570

e Aam 4 Flutes, Corner Radius S -
Graphite @ 4 U-DIA With Long Neck - SG200-RN4 D2 ~ D12 375 570

[2) m 2 Flutes, Ballnose @ SG200B2  D05~DI2 376 571
rzl “ @ft'ﬁtf;]:ﬂfencfe’ s SG200-BN2  D0.5~DI2 377 571
SG200-M

:4} g e R i MO SG200-M-RN4 D1~DI10 379 571
rZJ M 2 Flutes, Ballnose e | SG200-M-B2 D0.4 ~ D6 380 571
rzl M i o e SG200-M-BN2 D05~D6 381 571
ST210

E g 4 Flutes, Standard Length el BN ST210-S4 D1 ~ D20 382 572
TV RSB cruoscomermocs B o104 02~D0 33 572
Titanium

Alloys :
’ r4! g With Long oace " Radius =@ ST210-RN4  D6~D20 385 572
!. ™ 5 Flutes, LongFlute ~
ACSIN Length With C%rner Radiusm ST210-RL5 D16 ~ D25 388 573
E “ 4 Flutes, Ballnose i ST210-B4 D2 ~ D20 389 573

© MostSuitable () Suitable
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Endmill Catalog (by Series)

. End . . . Cutting
Suitable No.of . . Diameter  Dimension
! Teeth Coating Description Type Parameters
Material Flutes Type Range Page Page
SM200
rzl 2 iutes, allnose === SM200-TP2 RO5~RL5 390 574
rzl 2 Flutes/ 3 Flutes,
v} “ W Gallnose, ——— gggoo-Roz/ RO.3~RL5 391 574
ﬂ Ballnose Long NeCk
rzl 2 Flutes/ 3 Flutes,
——3 “ M Ballnose, e i —— \S;m??OO-VHZ/ R0O.3 ~R1 392 574
ﬂ Ballnose Long Neck
[21 2 Flutes/ 3 Flutes,
] “ M Ballnose, e — SWOOWR g3 R12s 303 574
F3 Ballnose Long Neck
'I?|Itracr(1)|rlljlr?1 [21 2 Flutes/ 3 Flutes, SM200-1M2/
Aoy B9Y “ M Ballnose, a— M3 R0.3 ~R1.25 394 574
oy ﬂ Ballnose Long Neck e ——
rzl M 2 Flutes/ 3 Flutes,
Ballnose, SM200-Z12/Z13 R0.25 ~ R1.5 396 574
ﬂ - Long Neck ——
rZJ m 2 Flutes/ 3 Flutes, e SM200-AR2/
“ Ballnose, R AR3 R0.3 ~R1.5 398 575
ﬂ 2skoozd Long Neck —————
rzl “ M Lo flinose, ———fmmmme—s SM200KL2  RO3~RL 400 574
S S—
@ “ . Luiss falinose, SM200XT2  RO.3~RL5 401 575
Ballnose AICTN — —

© Mostsuitable () Suitable
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Endmill Catalog (by Series)

. End - . n Cutting
Suitable No.of f - Diameter  Dimension
Material Flutes ﬁ%‘i}g Coating Description Type Range T Par;?gzters

r4‘ g 4 Flutes, Corner Radius Y SN200-R4 D1~ D20 403 576
-
Resistant E} [ | 4 Flutes, Corner Radius [—, | SN200-RH4 D8 ~ D16 406 576

Super With Long Shank Length
Alloys ‘
Ed - 4Flutes, Ballnose N SN200-B4 D2~DI12 407 577
P‘ ) 4 Flutes, Ballnose = = ~
. 4 . TiAIN With Long Shank Length fr—I S |SN200-BH4 D8 ~ D12 408 577
SD200
Comp05|te

Materials L ’
~y & M 12 Flutes, Rhombic Teeth o s SD200-CN D2 ~ D12 409 578
12

SH160
’ !g N 2Futes, § SHI60.S2  DO5~D20 410 579
Standard Length - S ’
AN | U\ R =]
ot i AR — SH160-54 DI~D20 412 579
‘ . . 4 Flutes, == NSNS SN ~
{4 A i e SH160-SH4  D3~DI2 414 579

[6} !m-: WL 6 Flutes, Standard Length [k NN SH160-S6 D6 ~ D20 415 579
Ha;lee:led r] N  2Flutes, ConnerRadius [ SH160-R2 D2 ~ D12 416 579
W\ 4Flutes, Conner Radius | — ¥ SH160-R4 D1~ D12 418 579
Long Shank Length

UL 2 Flutes, Ballnose ¢ s SH160-B2 D0.5 ~ D20 422 579

2 Flutes Ballnose, (——— ~
TIAIN with Long Shank Length SH160-BH2 D4 ~ D12 424 579

! Y ¢ Flutes, Comer Radius, s SHI60-RH4  D4~DI12 421 579

:] L WYl 4 Flutes, Ballnose { = SH160-B4 D2 ~ D16 425 579

© Mostsuitable () Suitable
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Endmill Catalog (by Series)

. End . . . Cutting
Suitable No.of . o Diameter  Dimension
! Teeth Coating Description Type Parameters
Material Flutes Type Range Page Page
SH260-H
rzl !H!. 2Flutes, Standard Length E @SSRS SH260-S2-H  D1~D12 426 580
!. e 2 Flutes, Standard = ~
rZJ TIAICSIN With Long Neck SH260-SN2-H | D1~ D6 427 580
E !M!. U 4 Flute, Standard Length SH260-S4-H  D1~D20 429 581
E !. IO 4 Flutes, 45°Helix (S  SH260-S4A-H  D1~D20 430 581
A | B P 4 Flutes, with Long
’ .~ -SH4- ~
E TIAICSIN Shank Length SH260-SH4-H D1 ~ D20 431 581
‘ . 4 Flutes,
: 4 ! S| 45° Helix, SH260-SH4A-H  D3-D20 432 581
Hardened Long Shank Length
Steel U [ P 4 Flutes, Standard End
E‘ & With Long Neck G SH260-SN4-H  D1~D12 433 581
: 4‘ !. 4 Flutes, Long Flute Length SN SH260-SL4-H D1~ D16 434 581
24 [ I Flutes, 45° Helix G ADSSY  SH260-SL4A-H  D4-D20 435 581
ol Long Flute Length S
[6] g U 6 Flutes, Standard Length (i SH260-S6-H  D6~D20 436 581
BB e ~
EG] TIAICKSIN Shank Length SH260-SH6-H | D6 ~ D20 437 581
Eeg g 6 Flutes, Long Flute Length (sl SH260-SL6-H  D6~D20 438 581
r2] g 2 Flutes, Corner Radius o g e SH260-R2-H D1~ D8 439 580

@ Most Suitable () Suitable
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Solid Carbide Endmills

Endmill Catalog (by Series)

Suitable No.of End

Material Flutes Type

SH260-H

oL
B1Y
BLY
Bl
s
S5
~ NS
C1ES
o]\
SH360
o.L
Bl
Bl
x| L

TIAISIN

TIAISIN

TIAISIN

©) Most suitable () Suitable

204 _ GESAC

Teeth Coating

Description

2 Flutes, Corner Radius,r, —

with Long Neck - —t
4 Flutes, Corner Radius A
4 Flutes, e N
Corner Radius, 45° Helix S e
4 Flutes, Corner Radius, ]
with Long Shank Length

4 Flutes, Corner Radius, P_-*m

with Long Flute Length
4 Flutes,

Corner Radius,45° Helix, (i@

with Long Shank Length

4 Flutes Corner Radius, =
with Long Neck

2 Flutes, Ballnose

e ——

2 Flutes Ballnose, — NS
with Long Shank Length

2 Flutes, Ballnose, . - — Y
with Long Neck o

2 Flutes, [~ — |
Standard Length ! - -
4 Flutes, 45° Helix e SN
4 Flutes, 45° Helix, ™™
Long Shank Length

6 Flutes, w

Standard Length

Type

SH260-RN2-H

SH260-R4-H

SH260-R4A-H

SH260-RH4-H

SH260-RH4A-H

SH260-RL4A-H

SH260-RN4-H

SH260-B2-H

SH260-BH2-H

SH260-BN2-H

SH360-S2

SH360-S4A

SH360-SH4A

SH360-S6

Diameter
Range

D0.8 ~ D6

D1~ D12

D1-D12

D2 ~ D12

D4-D12

D6-D12

D1~ D12

D1~ D16

D2 ~ D12

D1~ D12

D1-D12

D1-D20

D1-D20

D6-D20

Dimension
Page

440

442

445

447

449

451

452

454

455

457

459

460

461

462

Cutting
Parameters
Page

580

581

581

581

581

581

581

582

582

582

583

584

584

584
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Solid Carbide Endmills

Endmill Catalog (by Series)

End
Teeth Coating
Type

Suitable No.of
Material Flutes

SH360
Al
s S
o B
CJ
o
®
IS
FH200-H
Ev] -
1o 1S
Al -
Al -
A -
SHM200
of
o1
Bl
C1AS

©) Most suitable () Suitable

TIAISIN

TIAISIN

TIAISIN

TIAISIN

TIAISIN
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Description

6 Flutes, = SRS
Long Flute Length -
4 Flutes, Corner Radius t—-——,“
4 Flutes, Corner Radius, = —~—
Long Shank Length — )
2 Flutes, Ballnose b ——
2 Flutes, Ballnose, P —
Long Shank Length -
4 Flutes, Ballnose e
4 Flutes, Ballnose, =
Long Shank Length |
4Flutes, Corner Radils (g
4 Flutes,Corner Radius, —
Long Neck
6 Flutes, Corner Radius P e —
6 Flutes, Corner Radius, (m — ]
Long Shank Length - ———
6 Flutes, Corner radius, ———————
Long Neck ———
2 Flutes,Long Neck, )

g S —e

Micro Diameter

2 Flutes,Corner Radius, .
Long Neck, = ~ . —
Micro Diameter

4 Flutes,Corner Radius,
Long Neck, ‘
Micro Diameter

2 Flutes,Ballnose,

Long Neck,

Micro Diameter

Type

{ | SH360-SL6

SH360-R4

SH360-RH4

SH360-B2

SH360-BH2

SH360-B4

SH360-BH4

FH200-R4-H

FH200-RN4-H

FH200-R6-H

FH200-RH6-H

FH200-RN6-H

SHM200-SN2

SHM200-RN2

' SHM200-RN4

SHM200-BN2

Diameter
Range

D6-D20

D1-D12

D4-D12

D0.6-D20

D4-D20

D3-D16

D3-D16

D1~ D12

D8 ~ D12

D6~D20

D6~D20

D6~D20

D0.1-D6.0

D0.2-D6.0

D1-D6.0

D0.1-D6.0

Dimension
Page

463

464

466

467

468

469

470

471

473

474

475

476

511

517

531

537

Cutting
Parameters
Page

584

584

584

585

585

586

586

587

587

587

587

587

589

599

621

626
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Endmill Catalog (by Type)

. .. Cutting
::3&22 Coating Description Type Dl'::gzteer Dlnllir;wn Pargmeters
age
Square
rzl 2 Flutes, Stub Length S UP210-SS2 Dl1~D16 232 544
rzl IS 2 Flutes, Standard Length s UP210-52 D1~D20 233 544

[21 JI&N | 2 Flutes, Long Flute Length ————— eSS  UP210SL2  D2~D20 235 544
rzl LS 2 Flutes, Long Shank Length == UP210-SH2  D2~D20 236 544

E (W&l 3 Flutes, Standard Length ﬂ UP210-S3 D2 ~D25 | 237 544
{4] 4 Flutes, Stub Length =38 UP210-SS4  D1~D20 238 545
E 4 Flutes, Standard Length —T  UP210-S4 D1~D22 239 545
{4} 4 Flutes, Long Flute Length —_— UP210-SL4 D1~D20 241 545
E 4 Flutes, Long Shank Length S  UP210-SH4 D2~ D20 243 545
r4} 4 Flutes, Acute Angle S  UP210-SC4  D4~D20 244 545
E IS 4 Flutes, 45° Helix B  UP210-S4A  D4~D20 245 545
[6] LN | 6 Flutes, Standard Length — UP210-S6 D6 ~ D20 246 545
E JEN] 3 Flutes, Variable Helix S SP210-S3 D2.5~D20 267 548
ﬂ [N | 3 Flutes, Variable Helix with Chamfer PN  SP210-C3 D6~D20 268 548

g FRL] 4 Flutes, Variable Helix —N  SP210-S4 D2~D20 269 549
:4] 4 Flutes, Variable Helix with Chamfer N  SP210-C4 D3~D25 270 549
[4} U o Flutes LongNeck, : =B  SP210-CN4  D3~D20 272 549
rz] JIOE] 2 Flutes, Square with Chamfer @ PP300-C2 D2~ D12 278 551
ﬂ \Z}aFrli:tbelse’ Helix with Chamfer PP300-C3 D3 ~ D20 219 552

©) Most suitable () Suitable
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Endmill Catalog (by Type)

. .. Cutting
No.of q R Diameter  Dimension
Flutes ©02ting DRI Type Range Page parg?gzters
Square
r4 ! 4 Flutes, Variable Helix with Chamfer ——NN PP300-C4 D3~ D20 | 280 553
E‘l PP300
el AICISIN i ix wi i . ~
il 4/5 Flutes, Variable Helix with Radius SPEED-3D D6~ D20 283 554
El] 4/5 Flutes, Long Neck PP300
ACSN Variable Helix with Radius = . B SPEED-3DN D6~ D20 | 284 554
EJ PP300
R ACSiN i ix wi i - ~
B} 4/5 Flutes, Variable Helix with Radius SPEED-5D D6~ D20 285 554
r4 ! LS | 4 Flutes, Roughing Geometry UPN210-S4 D6 ~ D20 | 286 556
r4 ’ LR | 4 Flutes, Roughing Geometry UPR210-S4 D6 ~ D20 287 555
ﬂ UPR300-S3/
—— LNEN  3/4 Flutes, Roughing Geometry S4 D6~ D20 289 559
s
[2] [{ME] 2 Flutes,Long Neck,Micro Diameter = —_ SPM200-SN2 ' D0.1~D6 291 560
[21 I | 2 Flutes,Long Neck,Micro Diameter [ ms===< SHM200-SN2 D0.1~D6 292 560
rzl 2 Flutes, Standard Length G BEesd  Us200-S2  DO5~D20 298 561
E}] 4Flutes, Stub Length GRS | US200.SS4 | D2~D20 282 552
2y 4Flutes, Standard Length GBSSSS US04 DI~D20 283 552
.y 4Flutes, Long Neck BRSNS  US200SN4  D2~D12 284 552
EZJ 2 Flutes, Standard Length/Stub Length | — g552260_52/ D0.5~D0.8 290 553
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Endmill Catalog (by Type)

Not oting pescrition fype | Dlzmeter finerin Pacrgétwgi%%rs
Square

E 4 Flutes, Stub Length eSS US260-SS4A D1~D20 | 299 561
E 4Flutes, Stub Length [ US260-SS4B 1 D1~D6 | 300 561
E‘r} 4 Flutes, Standard Length (s — US260-S4A D1~ D20 | 301 561
r4} 4 Flutes, Standard Length e = US260-S4B DI~D6 302 561
E 4 Flutes, Stub Length o DN SS600-SS4  D2~D20 306 563
EI} 4Flutes, Standard Length DN 55600-54 DL~D20 307 563
E s, et B SNONDN  SS600-SH4 | D2~D20 308 563

g Shank Leng

5 Flutes, Standard Length O — NN R D6~D25 309 563
[21 2 Flutes, Standard Length —— UA100-S2 D1~D12 320 564
[2] 2 Flutes, Long Flute Length e e UA100-SL2 D2~D12 321 564
[21 2 Flutes, Long Shank Length T———— UA100-SH2 D2~D12 | 322 564
E 3 Flutes, Standard Length UA100-S3 D2 ~D20 | 323 565
ﬂ 3 Flutes, Long Flute Length — &SNS UA100-SL3 D2~D20 | 324 565
E 3 Flutes, Long Shank Length eSS UAL00-SH3  D2~D20 325 565
m 3 Flutes, Standard Length eS| 5A100S3 D3~DI12 337 566
ﬂ 3 Flutes, Standard Length MEl e NS SALG0-S3 D4~D20 338 566
E 3 Flutes, Long Flute Length [NEW] E = m SA160-SL3 D4~ D20 | 339 566
El} 4Flutes, Standard Length  QEEM (s ~OSahw SAL60-54 D4~D20 340 566
E 4Flutes, Stub Length ER e = OS0 SAI60-SS4  D4~D20 341 566

©) Most Suitable () Suitable
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Solid Carbide Endmills

Endmill Catalog (by Type)

L\:&ZL Coating Description Type Ds:r:t;teer Din;:r;ion Pacréétwgi%%rs
Square

ﬂ 3 Flutes, Standard Length E\‘\%‘ SA300-S3 D6~ D20 349 568
E 4Flutes, Long Neck D RS o T D6~D20 359 569
LD B e Clingunconng W @SN S DI2~D20 360 569
rz] 2 Flutes, Standard Length _— " SG200-S2 D0.4~ D12 370 570
rzl m 2 Flutes, Long Neck e SG200-SN2 | D1~DI12 371 570
E I 3 Flutes, Standard Length —_——S  5(200-S3 D1~D12 372 570
r4] 4Flutes, Standard Length eSO | 5G200.54  D2~DI2 373 570
E 4 Flutes Square with Unequal Tooth Pitch el S ST210-54 D1~D20 382 572
rZJ 2 Flutes, Standard Length FSE*Q‘ SH160-S2 D0.5~ D20 410 579
E‘r} 4 Flutes, Standard Length “_m SH160-S4 D1~ D20 412 579
E 4 Flutes, Long Shank Length | wepOSSw | SH160-SH4  D3~DI12 414 579
EG 6 Flutes, Standard Length p——m SH160-S6 D6 ~ D20 | 415 579
[2] 2 Flutes, Standard Length EeSSSE SH260-S2-H | D1~DI2 426 580
rzl 2 Flutes, Long Neck = SH260-SN2-H D1~D6 = 427 580
’1.4} 4 Flutes, Standard Length SH260-S4-H = D1~D20 429 581

@ Most Suitable () Suitable
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Endmill Catalog (by Type)

L\:&ZQ Coating Description Type DEan;c;teer Din;:r;ion Pacréétwgi%%rs
Square

E 4 Flutes, 45° Helix SH260-S4A-H D1~D20 430 581
r‘]-} LY | 4 Flutes, Long Shank Length 8N SH260-SH4-H D1~D20 @ 431 581
E} 45 el Long Shank Length  E SSSS  SH260-SH4A-H D3~D20 432 581
{4} LS 4 Flutes, Long Neck SH260-SN4-H | D1~ D12 @ 433 581
E 4 Flutes, Long Flute Length o S SH260-SL4-H = D1~ D16 434 581
E I 4 Flutes, 45° Helix, Long Flute Length SH260-SL4A-H D4~D20 435 581
[63 6 Flutes, Standard Length N SH260-S6-H | D6~D20 436 581
[eg 6 Flutes, Long Shank Length SH260-SH6-H D6~D20 437 581
Eeg 6 Flutes, Long Flute Length SH260-SL6-H D6~D20 438 581
rzl 2 Flutes, Standard Length = s SH360-52 DI-DI2 459 583
E}} WS 4 Flutes, 45° Helix O | SH360-S4A D1-D20 | 460 584
E WEN 4 Flutes, 45° Helix Long Shank Length [ NN SH360-SH4A D1-D20 461 584
[6] I 6 Flutes, Standard Length eSS SH360-S6 D6-D20 462 584
[6] WS | 6 Flutes, Long Flute Length f ~NNNNRNNSN  SH360-SL6 D6-D20 463 584

@ Most Suitable () Suitable
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Solid Carbide Endmills

Endmill Catalog (by Type)

L\:&ZZ Coating Description Type Ds:r:t;teer Din;ir;ion Pacrgﬁtwgie:t%rs
Corner Radius

rzl IS | 2 Flutes, Corner Radius —_——s UP210-R2 D1~D20 247 544
[2] orsi A e E—————s§  UP210RH2 | D4~D20 250 544
E FIRN] 4 Flutes, Corner Radius s  UP210-R4 D1~D20 252 545
[4} ifvbedriiliveing E=———————® UP210-RH4  D3~D20 255 545
E 4 Flutes, Corner Radius, 45 ° Helix :—N UP210-R4A D4 ~ D20 = 257 545
[4} 4 Plutes, Corner Radius, E=———S%  SP210-R4 D3~D16 273 549
L B ey e SP21RMA  DA~DI2 215 549
:4] 4 Flutes,Corner Radius, Variable Helix PP300-R4 D4~ D20 | 281 553
Gl BB Loviimes v . S SPU0ORN2 D02~D6 483 599
E fj;‘étﬁszu’gfg‘meter (emsesse  SPM200-RN4 D1~D6 497 621
rzl B s ter : - < SHM200-RN2 D0.2~D6.0 517 599
r4} fjrﬂ‘étﬁggﬁmfc:gg?;‘r‘j&er g SHM200-RN4 D1~D6.0 531 621
rzl 2 Flutes, Corner Radius g US200-R2 D3~D16 293 559
ﬂ 3 Flutes, Corner Radius eSS US200-R3 D2~D20 294 559
E 4 Flutes, Corner Radius (__n US200-R4 D2~D20 295 560
{4} 4 Flutes, Corner Radius, Stub Length | S BSS US260-RS4 D1~D20 303 562
El} 4 Flutes, Corner Radius ?EI'_V& US260-R4 D1.5~D20 304 562
E 4 Flutes, Corner Radius, Stub Length &ﬁ—@ SS600-RS4 D2~ D20 | 310 563

©) Most suitable () Suitable
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Solid Carbide Endmills

Endmill Catalog (by Type)

. q . Cutting
No.of . A Diameter  Dimension
Flutes “°218 Description Type Range Page Parg?g(zters
Corner Radius
r4 ! 4 Flutes, Corner Radius [— S D2~D20 311 563
@ . 4 Flutes, Corner Radius, — \ N
Lig MR oo i Langtn o NN SS600-RH4 | D4~D20 313 563
5Flutes, Corner Radius e e N SS600-R5 D6~ D25 315 563
rzj 2 Flutes, Corner Radius E—-; — { UA100-R2 D6~ D20 326 564
2 Flutes, Corner Radius, p P . -~
rz] Long Shank Length [ e UA100-RH2 D1~ D20 | 329 564
! 3 ! 3 Flutes, Corner Radius —— UA100-R3 D1~D20 @ 331 565
3 Flutes, Corner Radius, e ~
! 3 ! Long Shank Length v — S UA100-RH3 D1~D20 | 334 565
3 Flutes, Corner Radius, = ~
ﬂ Py WEn (ESEES  SA210WR  D12~D25 342 567
e | 3 Flutes, Conner radius, Long Neck . ~
E il (Internal cooling with coating) NEW E&d SA210-WR-IC  D12~D25 345 567
ﬂ 3 Flutes, Corner Radius SSENTANT SA210-NR D6~ D20 348 567
rZJ 2 Flutes, Corner Radius, Long Neck H‘i SA300-RN2 D6~ D32 @ 350 568
ﬂ 3 Flutes, Corner Radius, Long Neck % SA300-RN3 D6~ D32 @ 354 568
r4 ! ! ()Fr']‘étﬁzcck””er Radius,  npm (e SO0 SA300-SF-RN4 D10~D20 361 569
y 4 Flutes, Corner Radius, —— QE.IC.
r4 ! Long Neck NEW] %\\\& ;ﬁaoo SF-IC D12 ~ D20 | 363 569
(Internal Cooling with Coating)
6 6 Flutes, Corner Radius, Long Neck SA300-WF- D16 ~ D25 365 569
. RN6
Ly 6 Flutes, Corner Radius, Long Neck ﬂ SA300-WF-IC- o
EGJ (Internal Cooling with Coating) @ — s RN6 D16~ D25 | 366 569
1 Flute, Corner Radius — —— DNM100-RS1 D2 ~ D3 367 569

@ Most Suitable () Suitable
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Endmill Catalog (by Type)

. .. Cutting
No.of . L D t D
FIStZs Coating Description Type ;_j\;geer m;zr;wn Par?a?ge;ers
Corner Radius
[21 2 Flutes, Corner Radius ] DNM100-RS2 = D4~ D10 @ 368 569
:3 ! 3 Flutes, Corner Radius p—— DNM100-RS3 D10~ D16 369 569
E 4 Flutes, Corner Radius e SG200-R4 D2~D12 374 570
@ ! 4 Flutes, Corner Radius, ——— .

4 Long Neck o SG200-RN4 D2 ~D12 @ 375 570
- ! 4 Flutes, Corner Radius, -

4 Long Neck SG200-M-RN4 = D1~ D10 | 379 571

r4 ! 4 Flutes, Corner Radius SN200-R4 D1~ D20 @ 403 576
P : 4 Flutes, Corner Radius,
A 4 ! TiAIN Long Shank Length SN200-RH4 D8 ~ D16 | 406 576
E 4 Flutes, Corner Radius ST210-R4 D2 ~ D20 383 572
.~ 4 Flutes, Corner Radius,

4 AICIN Long Neck ST210-RN4 D6 ~ D20 | 385 572

’ 5 Flutes, Corner Radius, ~
Long Flute Length ST210-RL5 D16 ~ D25 388 573
[2] 2Flutes, Corner Radius SH160-R2 D2~ D12 416 579
E]-] 4Flutes, Corner Radius SH160-R4 D1~ D12 418 579
) 4 Flutes, Corner Radius, ~
E Long Shank Length SH160-RH4 D4 ~D12 | 421 579
EJ 2 Flutes, Corner Radius SH260-R2-H D1~ D8 439 580
e 2 Flutes, Corner Radius, ~
[21 Long Neck SH260-RN2-H = D0.8 ~D6 | 440 580
E 4 Flutes, Corner Radius SH260-R4-H D1~D12 | 442 581
E 4 Flutes, Corner Radius, 45° Helix SH260-R4A-H = D1~ D12 | 445 581

© Most Suitable () Suitable
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Endmill Catalog (by Type)

No.of . . Diameter  Dimension futing
Flutes ©°2tN8 Deliple e Range Page parg?gzters
Corner Radius
El} ‘L‘cfr:‘étgi’aﬁir[f;gj]dius’ === =sS SH260-RH4-H D2~DI12 447 581
E f(fr']‘étﬁfdt‘?[gjgtiadius’ [N SH260-RLAA-H  D6-D12 | 451 581
:4} j;“;f:ﬁxcfgr’]g;iﬁ'ﬁe ngth SRS SH260-RHAA-H D4~DI12 449 581
E fjj}gﬁ%ﬁmer Radius, SRS SH260-RN4-H D1~D12 452 581
r4 BN 4 Flutes, Corner Radius fr——=N  SH360-R4 D1~DI12 464 584
ﬁ TIAISN f(fr']‘étgzaifﬂj; gtahdius’ [ LSSSSS SH360-RH4 | D4~DI12 466 584
{4} WS | 4 Flutes, Corner Radius ;—3 FH200-R4-H D1~ D12 471 587
E;J D] { utes, Comer Radius, g FH200-RN4-H D8~D12 473 587
EGJ 6 Flutes, Corner Radius R~ FH200-R6-H D6~D20 474 587
[6 TSI fcfr']‘étgi’aiir[‘g;g;d“‘s’ — cemaS  FH200-RH6-H D6~D20 475 587
[6] TGN E()Fr']‘étﬁse’ci“”er Radius, — a=%  FH200-RN6-H D6~D20 476 587
Ballnose
er LN | 2 Flutes, Ballnose _— UP210-B2 D0.8 ~ D20 259 547
[2] U 2 Flutes, Ballnose, Long Shank Length  po——gi@®  UP210-BH2  D2~D20 261 547
g 4 Flutes, Ballnose —  UP210-B4 D2~D20 263 547
[2] LS | 2 Flutes, Ballnose =  SP210-B2 Dl1~D12 276 550
rz] LR | 2 Flutes, Ballnose, Long Shank Length  ————e® SP210-BH2 D4~D12 277 550
[2] B o ameter § - SPM200-BN2  DO.1~D6 503 626
ﬁ TIAISIN fcfr:létﬁse’fw;gfjbiameter ( SHM200-BN2  DO.1~D6 537 626

© Mostsuitable () Suitable
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Solid Carbide Endmills

Endmill Catalog (by Type)

. q . Cutting
E:Si:i Coating Description Type D'Ra:;geer Dm;gg:wn Par:g"lgiters
Ballnose
EJ 2 Flutes, Ballnose Gl | US200-B2 D1~D20 296 560
E‘r} 4 Flutes, Ballnose G | US200-B4 D1~D20 = 297 560
r4 ! 4 Flutes, Ballnose eSS | $S600-B4 D2~D20 319 563
[2] 2 Flutes, Ballnose E——GS | UA100-B2 D1~D12 336 566
rZJ 2 Flutes, Ballnose, Long Neck W SA300-BN2 D6 ~ D20 @ 358 568
[21 2 Flutes, Ballnose —g) | 5G200-B2 D0.5~D12 376 571
rZ] m 2 Flutes, Ballnose, Long Neck ———) | 5G200-BN2 D0.5~ D12 377 571
[21 M 2 Flutes, Ballnose F e —— SG200-M-B2 | D0.4~D6 380 571
rz] LEVEY 2 Flutes, Ballnose, Long Neck L N SG200-M-BN2 | D0.5~D6 381 571
2 Flutes, Ballnose, ~
[21 AICIN Long Neck > SM200-TP2 R0.5~R1.5 390 574
[21 2 Flutes/ 3 Flut SM200-R0O2/
utes, utes, - ~
Al Ballnose, Long Neck e RO3 R0.3~RL5 391 574
=1
[2 2 Flutes/ 3 Flut SM200-VH2/
utes/ s rlutes, L pe——— - ~
M Ballnose, Long Neck T VH3 RO.3~R1 = 392 574
£l
[2 2 Flutes/ 3 Flut . SM200-WI12/
a4 utes, utes, L pee— : ~
ﬂ m 2Flutes) 3 Flutes, : o RO.3~RL25 393 574
rz e e —
O\ 2 Flutes/ 3 Flutes, SM200-IM2/ ~
Ballnose, Long Neck — M3 R0.3 ~R1.25 394 574
:3 ! (e s e
rz 2 Flutes/ 3 Fl > o
Flutes/ 3 Flutes, ) o ~
E Ballnose, Long Neck P SM200-Z12/Z13 R0.25 ~ R1.5 396 574
r T—

© Mostsuitable () Suitable
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Endmill Catalog (by Type)

No.of Diameter  Dimension I
Fl ... Coating Description Type Parameters
utes Range Page P
age
Ballnose
Cl B ... /3 Flut & = SM200-AR2/
XA utes, utes, - -
Ballnose, Long Neck [ ———r— AR3 RO.3~R15/ 398 s75
E ————
rzl N-DIA fcﬂ‘étﬁse’c?f“"“e: S———fSpmmmmee SM200-KL2  R03~Rl 400 574
AICTN omm———"
[2] f(fr']‘étﬁz’c‘ia“”“e’ SM200-XT2  RO.3~RL5 401 575
M ———— .
F.4! 4Flutes, Ballnose RN  SN200-B4 D2~DI12 407 577
E fgrlétgﬁ’aai“fefge{h frt IS SN200-BH4 | D8~DI2 408 577
™ 4 Flutes, Connerradius, a ~
E AlCISIN Unequally spaced cutting edges ST210-B4 b2 D20 389 513
[2] 2Flutes, Ballnose = se—eliiiSe® | SH160-B2 D0.5~D20 422 579
] 2 Flutes, Ballnose, ~
rzl Long Shank Length e~  SH160-BH2 D4~D12 @ 424 579
{Z} 4Flutes, Ballnose ( S SH160-B4 D2~D16 425 579
[2] 2 Flutes, Balinose G WBE®  SH260-B2H | D1~DI6 454 582
[21 2 Flutes, Balinose, e SRS SH260-BH2-H D2~DI2 455 582
rz] 2 Flutes, Ballnose, Long Neck R SH260-BN2-H D1~ D12 457 582
[ZJ NS | 2 Flutes, Ballnose == — SH360-B2 D0.6 ~ D20 467 585
er TIAISIN fgrﬂétgﬁ’a?]i“[‘efg{h e SH360-BH2 D4~D20 468 @ 585
m SN | 4 Flutes, Ballnose . SH360-B4 D3~ D16 469 586
E TIAISIN fcﬂlétgﬁ’aﬁlﬂ%sget’h frde  SH360-BH4 | D3~D16 470 @ 586

© Mostsuitable () Suitable
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Endmill Catalog (by Type)

LR | 4 Flutes, 60° Chamfer Endmills UP210-L60 D4~ D20 @ 264 548

LS | 4 Flutes, 90° Chamfer Endmills UP210-L90 D4~ D20 @ 265 548

NI 4 Flutes, 120° Chamfer Endmills UP210-L120 D4 ~ D20 | 266 548

SD200-CN D2 ~D12 409 578

LY | 8/12Flutes, Rhombic Teeth

Lo
o
o
&

©) Most Suitable () Suitable
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UP210-SS2

2 Flutes, Stub Length, Square

S — of e el

Lc

L

ie——f =@l L [

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

UP210-S52-01002 1 2 50 4 1 [ ]
UP210-SS2-01502 1.5 2 50 4 1 [ J
UP210-S52-02003 2 3 50 4 1 [ ]
UP210-SS2-02504 2.5 4 50 4 1 o
UP210-SS2-03005 3 5 50 4 1 [ ]
UP210-SS2-04006 4 6 50 4 2 [ ]
UP210-SS2-05008 5 8 50 6 1 [ ]
UP210-SS2-06009 6 9 50 6 2 [ ]
UP210-SS2-07010 7 10 60 8 1 [ ]
UP210-SS2-08012 8 12 60 8 2 (]
UP210-SS2-10015 10 15 75 10 2 [ ]
UP210-SS2-12018 12 18 75 12 2 [ J
UP210- SS2-14021 14 21 100 14 2 O
UP210-SS2-16024 16 24 100 16 2 [ ]
UP210- SS2-18027 18 27 100 18 2 O
UP210- SS2-20030 20 30 100 20 2 O

@Stock OAvailable upon Order D Tol

<2 o

D>12 803

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
C%lti)(;/ns‘?é%?l’ Arlé%){ %Zg{’ Stainless Steel Cast Iron Altm(i)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P544
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UP210-S2

2 Flutes, Standard Length, Square

T
5SS ——— e

L

SS9 - ==Ll O [

‘ Lc

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-S2-01003 1 3 50 4 1 o
UP210-S2-01504 15 4 50 4 1 ®
UP210-S2-02006 2 6 50 4 1 (]
UP210-S2-02506 2.5 6 50 4 1 (]
UP210-S2-02508 2.5 8 50 4 1 (]
UP210-S2-03009 3 9 50 4 1 o
UP210-S2-63009 3 9 50 6 1 (]
UP210-S2-03509 3.5 9 50 4 1 (]
UP210-S2-63509 3.5 9 50 6 1 (]
UP210-S2-04011 11 50 4 2 o
UP210-S2-64011 11 50 6 1 [ )
UP210-S2-04511 4.5 11 50 6 1 ®
UP210-S2-04513 4.5 13 50 6 1 [ )
UP210-S2-05013 5 13 50 6 1 (]
UP210-S2-05516 5.5 16 50 6 1 [ )
UP210-S2-06016 6 16 50 6 2 (]
UP210-S2-06516 6.5 16 60 8 1 @
UP210-S2-07020 7 20 60 8 1 (]

@Stock OAvailable upon Order D Tol

D<12 So

D>12 803

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Allfm:)n |Sum Copper Alloys Graphite
(<35HRC) (<48HRC) y
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P544
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UP210-S2

2 Flutes, Standard Length, Square

o
bl E—— R —— i
L Lc

L

= = =]~ L

L Please refer to page 167
) Continuation
Ordering Code D Lc L d Figure No. Stock
UP210-52-07520 1.5 20 60 1 [ ]
UP210-52-08020 8 20 60 2 [ J
UP210-52-08523 8.5 23 75 10 1 O
UP210-52-09023 9 23 75 10 1 o
UP210-52-09525 9.5 25 75 10 1 o
UP210-S2-10025 10 25 75 10 2 o
UP210-52-10526 10.5 26 75 12 1 o
UP210-S2-11028 11 28 75 12 1 o
UP210-52-12030 12 30 75 12 2 o
UP210-S2-13032 13 32 100 14 1 o
UP210-S2-14034 14 34 100 14 2 o
UP210-52-15036 15 36 100 16 1 o
UP210-52-16036 16 36 100 16 2 [ ]
UP210-S2-17040 17 40 100 20 1 (]
UP210-52-18040 18 40 100 18 2 [ ]
UP210-52-19040 19 40 100 20 1 O
UP210-52-20045 20 45 100 20 2 [ ]
@Stock OAvailable upon Order D Tol
D<12 802
D>12 803
Unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allf,_\rn(')n':m Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
O © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P544
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Solid Carbide Endmills | MILLING TOOLS

UP210-SL2

2 Flutes, Long Flute Length, Square

vT@ﬂot i — ==

o S =@ -3] L L (]

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
UP210-SL2-02015 2 15 75 4 1 o
UP210-SL2-03025 3 25 75 4 1 ([
UP210-SL2-04030 4 30 75 4 2 [
UP210-SL2-05030 5 30 75 6 1 ([
UP210-SL2-06035 6 35 75 6 2 ([
UP210-SL2-08040 8 40 100 8 2 ([
UP210-SL2-10045 10 45 100 10 2 (
UP210-SL2-12050 12 50 100 12 2 o
UP210-SL2-14055 14 55 100 14 2 o
UP210-SL2-16050 16 50 150 16 2 o
UP210-SL2-16060 16 60 150 16 2 o
UP210-SL2-18065 18 65 150 18 2 O
UP210-SL2-20070 20 70 150 20 2 o
@Stock OAvailable upon Order D Tol
p<12 Se
D>12 803
Unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron AluArm)n |;1m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P544
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MILLING TOOLS | Solid Carbide Endmills

UP210-SH2

2 Flutes, Long Shank Length, Square

of— , B
EEH— . \%ﬂ Figl -

|
L

i =@l--1 Lk [u

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-SH2-02006 2 6 75 4 1 [ )
UP210-SH2-03009 3 75 4 1 o
UP210-SH2-63012 3 12 75 6 1 [ )
UP210-SH2-04011 4 11 75 4 2 [ )
UP210-SH2-64011 4 11 75 6 1 O
UP210-SH2-05020 5 20 75 6 1 [ )
UP210-SH2-06016 6 16 100 6 2 [ )
UP210-SH2-06020 6 20 100 6 2 (]
UP210-SH2-08020 8 20 100 8 2 [ J
UP210-SH2-08025 8 25 100 8 2 [ ]
UP210-SH2-10030 10 30 100 10 2 (]
UP210-SH2-12035 12 35 100 12 2 [ ]
UP210- SH2-14036 14 36 150 14 2 O
UP210-SH2-15035 15 35 150 16 1 O
UP210-SH2-16036 16 36 150 16 2 [ J
UP210- SH2-18045 18 45 150 18 2 O
UP210-SH2-20045 20 45 150 20 2 [ ]

@Stock OAvailable upon Order D Tol

D<12 .

D>12 D03

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron AluArn(l_)nlsum Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
@) © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P544
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Solid Carbide Endmills | MILLING TOOLS

UP210-S3

3 Flutes, Square

gl o~ ER —_—

Lc

1 ot AICISIN
- I o Y e

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

UP210-S3-02006 2 50 4 1 (
UP210-S3-03009 3 50 4 1 o
UP210-S3-04011 4 11 50 4 2 o
UP210-S3-05013 5 13 50 6 1 o
UP210-S3-06016 6 16 50 6 2 o
UP210-S3-06516 6.5 16 60 8 1 o
UP210-S3-08020 8 20 60 8 2 o
UP210-S3-09524 9.5 24 75 10 1 O
UP210-S3-10025 10 25 75 10 2 o
UP210-S3-12030 12 30 75 12 2 o
UP210- S3-14032 14 32 100 14 2 o
UP210-S3-16036 16 36 100 16 2 o
UP210-S3-18040 18 40 100 18 2 o
UP210-S3-20045 20 45 100 20 2 ([
UP210-S3-25050 25 50 100 25 2 ([

@Stock OAvailable upon Order D Tol

D<12 S

D>12 803

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron AIUAT(')n |;1m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P544
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MILLING TOOLS | Solid Carbide Endmills

UP210-SS4

4 Flutes, Stub Length, Square

G
qui _ 1 g&or Figl ': S—

L

N e——— Qe L

‘Lc

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-SS4-01002 1 2 50 4 1 [ J
UP210-SS4-01502 15 2 50 4 1 [ J
UP210-SS4-02003 2 3 50 4 1 [ ]
UP210-SS4-02504 2.5 4 50 4 1 [ J
UP210-SS4-03005 3 5 50 4 1 [ ]
UP210-SS4-04006 4 6 50 4 2 [ ]
UP210-SS4-05008 5 8 50 6 1 O
UP210-SS4-06009 6 9 50 6 2 (]
UP210-SS4-07010 7 10 60 8 1 [ ]
UP210-SS4-08012 8 12 60 8 2 [ ]
UP210-SS4-10015 10 15 75 10 2 [ ]
UP210-SS4-12018 12 18 75 12 2 [ J
UP210- SS4-14021 14 21 100 14 2 O
UP210-SS4-16024 16 24 100 16 2 [ ]
UP210- SS4-18027 18 27 100 18 2 O
UP210- SS4-20030 20 30 100 20 2 [ J

@Stock OAvailable upon Order D Tol

D<12 Lo

D>12 So3

Unit (mm)
Workpiece Material
P m 4 N
1234 5 123 123 123 4 5
C%B%nsiéee?l, AI!(I%{ EEZS{’ Stainless Steel Cast Iron AluArR(i)niu m Copper Alloys Graphite
(<35HRC) (<48HRC) ys
O © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P545
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Solid Carbide Endmills | MILLING TOOLS

UP210-S4

4 Flutes, Standard Length, Square

T == = ———an

L

T’Hli — @E Fig2 E}} AICISIN gE

‘ Lc

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-S4-01003 1 3 50 4 1 o
UP210-S4-61003 1 3 50 6 1 o
UP210-54-01505 15 5 50 4 1 o
UP210-S4-61505 15 5 50 6 1 o
UP210-54-02006 6 50 4 1 o
UP210-54-62006 6 50 6 1 o
UP210-54-02508 2.5 8 50 4 1 o
UP210-54-62508 2.5 8 50 6 1 o
UP210-S4-03009 9 50 4 1 o
UP210-S4-63006 6 50 6 1 o
UP210-S4-63009 9 50 6 1 o
UP210-S4-03511 3.5 11 50 4 1 o
UP210-S4-63509 3.5 9 50 6 1 o
UP210-S4-04011 4 11 50 4 2 o
UP210-S4-64011 4 11 50 6 1 ([ ]
UP210-S4-04511 4.5 11 50 6 1 ([
UP210-S4-05013 5 13 50 6 1 [ ]
UP210-S4-05516 5.5 16 50 6 1 ([ ]
UP210-S4-06016 6 16 50 6 2 o
UP210-S4-06516 6.5 16 60 8 1 o

@Stock OAvailable upon Order b Tol

D<12 S

D>12 D3

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluArngnléjm Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
© @) O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P545
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MILLING TOOLS | Solid Carbide Endmills

UP210-54

4 Flutes, Standard Length, Square

I ssyd ———an

L

e - =g L

‘ Lc

L Please refer to page 167

) Continuation

Ordering Code D Lc L d Figure No. Stock
UP210-S4-07020 7 20 60 1 ([ J
UP210-S4-07520 7.5 20 60 1 ([
UP210-S4-08020 8 20 60 2 ([
UP210-S4-08523 8.5 23 75 10 1 ([
UP210-S4-09023 9 23 75 10 1 o
UP210-S4-09525 9.5 25 75 10 1 (
UP210-S4-10025 10 25 75 10 2 o
UP210-S4-11028 11 28 75 12 1 o
UP210-S4-12030 12 30 75 12 2 o
UP210-S4-13032 13 32 100 14 1 o
UP210-S4-14032 14 32 75 14 2 o
UP210-S4-14034 14 34 100 14 2 o
UP210-S4-15036 15 36 100 16 1 o
UP210-S4-16036 16 36 100 16 2 o
UP210-S4-16040 16 40 100 16 2 o
UP210-S4-16045 16 45 100 16 2 o
UP210-S4-17038 17 38 100 18 1 o
UP210-S4-18045 18 45 100 18 2 o
UP210-S4-20045 20 45 100 20 2 o
UP210-S4-22045 22 45 100 25 1 O

@Stock OAvailable upon Order D Tol
D<12 So
D>12 L3

Unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allf,_\rn(')n':m Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
O © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P545
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Solid Carbide Endmills | MILLING TOOLS

UP210-SL4

4 Flutes, Long Flute Length, Square

o —— Sy —aSaae

L

i - = UL

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

UP210-SL4-01004 1 4 50 4 1 [
UP210-SL4-02010 2 10 50 4 1 (]
UP210-SL4-03015 3 15 60 4 1 [
UP210-SL4-63015 3 15 60 6 1 o
UP210-SL4-04020 4 20 60 4 2 o
UP210-SL4-64020 4 20 75 6 1 o
UP210-SL4-04030 4 30 75 4 2 o
UP210-SL4-05025 5 25 75 6 1 o
UP210-SL4-05030 5 30 75 6 1 o
UP210-SL4-06020 6 20 50 6 2 o
UP210-SL4-06030 6 30 75 6 2 o
UP210-SL4-06035 6 85 75 6 2 o
UP210-SL4-06035A 6 35 100 6 2 o
UP210-SL4-08025 8 25 75 8 2 ([ J
UP210-SL4-08035 8 35 100 8 2 ()

@Stock OAvailable upon Order D Tol

D<12 Se

p>12 S03

Unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Altkrngm:m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P545
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MILLING TOOLS | Solid Carbide Endmills

UP210-SL4

4 Flutes, Long Flute Length, Square

o '
ol sy i

L

= =gl L

L Please refer to page 167

) Continuation

Ordering Code D Lc L d Figure No. Stock
UP210-SL4-08040 8 40 100 8 2 o
UP210-SL4-10035 10 35 75 10 2 o
UP210-SL4-10045 10 45 100 10 2 o
UP210-SL4-10050 10 50 100 10 2 o
UP210-SL4-12045 12 45 100 12 2 o
UP210-SL4-12050 12 50 100 12 2 o
UP210-SL4-14045 14 45 100 14 2 o
UP210-SL4-16050 16 50 150 16 2 ()
UP210-SL4-16060 16 60 150 16 2 (]
UP210-SL4-16065 16 65 120 16 2 ()
UP210-SL4-16070 16 70 150 16 2 (]
UP210-SL4-18070 18 70 150 18 2 {
UP210-SL4-20070 20 70 150 20 2 ([ J
UP210-SL4-20080 20 80 150 20 2 (

@Stock OAvailable upon Order D Tol
p<12 Sm
D>12 803

Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluArn(l_Jnlsum Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
@) © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P545
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Solid Carbide Endmills | MILLING TOOLS

UP210-SH4

4 Flutes, Long Shank Length, Square

&’K o —
B e e —_—a

L

UL — %ﬂ Fig? EA,} ACISIN @!;E

‘ Lc

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

UP210-SH4-02010 2 10 75 4 1 [
UP210-SH4-03012 3 12 75 4 1 ([
UP210-SH4-03012A 3 12 100 4 1 [
UP210-SH4-04011 4 11 75 4 2 ([
UP210-SH4-04011A 4 11 100 4 2 [
UP210-SH4-04015 4 15 75 4 2 o
UP210-SH4-05020 5 20 75 6 1 ([
UP210-SH4-06016 6 16 75 6 2 ([
UP210-SH4-06020 6 20 75 6 2 [
UP210-SH4-06020A 6 20 100 6 2 o
UP210-SH4-08020 8 20 100 8 2 ([
UP210-SH4-08025 8 25 100 8 2 [
UP210-SH4-08025A 8 25 75 8 2 ([
UP210-SH4-10030 10 30 100 10 2 o
UP210-SH4-10035 10 35 100 10 2 ([
UP210-SH4-12035 12 35 100 12 2 o
UP210- SH4-14036 14 36 150 14 2 ([
UP210-SH4-16036 16 36 150 16 2 o
UP210- SH4-18045 18 45 150 18 2 ([
UP210-SH4-20045 20 45 150 20 2 [

@Stock OAvailable upon Order D Tol

D<12 S

D>12 D3

Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Altkrngm:m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P545
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MILLING TOOLS | Solid Carbide Endmills

UP210-SC4

4 Flutes, Acute Angle, Square

a3 i
T L Lo
=R UL

|
Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-SC4-04011 4 11 50 4 1 o
UP210-SC4-06016 6 16 50 1 (]
UP210-SC4-08020 8 20 60 8 1 O
UP210-SC4-10025 10 25 75 10 1 (]
UP210-SC4-12030 12 30 75 12 1 O
UP210-SC4-16036 16 36 100 16 1 (]
UP210-SC4-20045 20 45 100 20 1 O

@Stock OAvailable upon Order D Tol
D<12 S
D>12 L3

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allj,_m(')m:m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
©) © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P545
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Solid Carbide Endmills | MILLING TOOLS

UP210-S4A

4 Flutes, 45° Helix, Square

T 1 —
Lc
=R L

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-S4A-04011 4 11 50 4 1 (
UP210-S4A-06016 6 16 50 1 ([
UP210-S4A-08020 8 20 60 1 o
UP210-S4A-10025 10 25 75 10 1 ([
UP210-S4A-12030 12 30 75 12 1 o
UP210-S4A-16036 16 36 100 16 1 ([
UP210-S4A-20045 20 45 100 20 1 O

@Stock OAvailable upon Order D Tol
p<12 Sm
D>12 D3

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Alt'mén |sum Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P545
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MILLING TOOLS | Solid Carbide Endmills

UP210-S6

6 Flutes, Standard Length, Square

UH‘Hi - Q NE Figl w- S
Lc
L
=Rt DL

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-S6-06015 6 15 50 6 1 o
UP210-S6-08020 8 20 60 8 1 [ J
UP210-S6-10025 10 25 75 10 1 ([ ]
UP210-S6-12030 12 30 75 12 1 [ ]
UP210- S6-14032 14 32 100 14 1 O
UP210-S6-16036 16 36 100 16 1 [ J
UP210- S6-18040 18 40 100 18 1 O
UP210-S6-20045 20 45 100 20 1 [ J

@Stock OAvailable upon Order D Tol
D<12 So
D>12 803

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AlUAI’Hé)nI;Jm Copper Alloys Graphite
(<35HRC) (<48HRC) y
O ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P545

246 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

UP210-R2

2 Flutes, Corner Radius
of—_ %
| "

L

Lc
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. ol Fig2
1 =l ULl
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L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
UP210-R2-01002 1 3 0.2 50 4 1 ([
UP210-R2-01502 1.5 5 0.2 50 4 1 o
UP210-R2-02002 2 6 0.2 50 4 1 o
UP210-R2-03002 3 9 0.2 50 4 1 o
UP210-R2-63002 3 9 0.2 50 6 1 o
UP210-R2-03003 3 9 0.3 50 4 1 ([ ]
UP210-R2-63003 3 9 0.3 50 6 1 o
UP210-R2-03005 3 9 0.5 50 4 1 ([ J
UP210-R2-63005 3 9 0.5 50 6 1 o
UP210-R2-04002 4 11 0.2 50 4 2 ([
UP210-R2-64002 4 11 0.2 50 6 1 ([
UP210-R2-04003 4 11 0.3 50 4 2 ([
UP210-R2-64003 4 11 0.3 50 6 1 o
UP210-R2-04005 4 11 0.5 50 4 2 ([ ]
UP210-R2-64005 4 11 0.5 50 6 1 o
UP210-R2-04010 4 11 1 50 4 2 ([ ]
UP210-R2-05002 5 13 0.2 50 6 1 O
UP210-R2-05003 5 13 0.3 50 6 1 ([

@Stock OAvailable upon Order D Tl

b<12 802

b>12 803

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
CaAEl%?/nSﬂee?l’ AI%%){ g%gg{’ Stainless Steel Cast Iron Alupm(i)r;/i: m Copper Alloys Graphite
(<35HRC) (<48HRC)
@) © O @)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P544
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MILLING TOOLS | Solid Carbide Endmills

UP210-R2

2 Flutes, Corner Radius

of—_ %

© ﬂi i o] Figl w
‘ - b

L

Lc
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- ol Fig2
1 SrESIEmm
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L Please refer to page 167

]

T

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UP210-R2-05005 5 13 0.5 50 6 1 [ ]
UP210-R2-05010 O) 13 1 50 6 1 (]
UP210-R2-06005 6 16 0.5 50 6 2 o
UP210-R2-06010 6 16 1 50 6 2 ([ J
UP210-R2-06015 6 16 1.5 50 6 2 O
UP210-R2-06020 6 16 2 50 6 2 O
UP210-R2-08003 8 20 0.3 60 8 2 o
UP210-R2-08005 8 20 0.5 60 8 2 [ J
UP210-R2-08005A 8 20 0.5 75 8 2 o
UP210-R2-08010 8 20 1 60 8 2 ([ J
UP210-R2-08015 8 20 1.5 60 8 2 o
UP210-R2-08020 8 20 2 60 8 2 ([ J
UP210-R2-10003 10 25 0.3 75 10 2 o
UP210-R2-10005 10 25 0.5 75 10 2 o
UP210-R2-10010 10 25 1 75 10 2 (]
UP210-R2-10015 10 25 1.5 75 10 2 (]
UP210-R2-10020 10 25 2 75 10 2 (]

@Stock OAvailable upon Order D Tol
D<12 8o
D>12 Bo3

Unit (mm)

Workpiece Material

P LU K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allfm(')n |Sum Copper Alloys Graphite
(<35HRC) (<48HRC) y
© @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P544
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Solid Carbide Endmills | MILLING TOOLS

UP210-R2

2 Flutes, Corner Radius

_ B ¢
© ﬂi i o Figl -
| " :

L

Lc
~—~- —
- - ol Fig2
& i BEm
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L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UP210-R2-10030 10 30 3 75 10 2 ([
UP210-R2-12005 12 30 0.5 75 12 2 ([
UP210-R2-12010 12 30 1 75 12 2 ([
UP210-R2-12015 12 30 1.5 75 12 2 o
UP210-R2-12020 12 30 2 75 12 2 [
UP210-R2-12030 12 30 3 75 12 2 ([
UP210-R2-14010 14 32 1 100 14 2 o
UP210-R2-14020 14 32 2 100 14 2 ([
UP210-R2-16005 16 36 0.5 100 16 2 O
UP210-R2-16010 16 36 1 100 16 2 o
UP210-R2-16020 16 36 2 100 16 2 O
UP210-R2-16030 16 36 3 100 16 2 ([
UP210-R2-18010 18 40 1 100 18 2 ([
UP210-R2-18020 18 40 2 100 18 2 o
UP210-R2-20010 20 45 1 100 20 2 [
UP210-R2-20020 20 45 2 100 20 2 o

@Stock OAvailable upon Order D Tol
D<12 S

D>12 803

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
CaAﬁ)cg/nS?gé?l’ Allcl%{ gg:g{’ Stainless Steel Cast Iron AluArn(i)r;/i: m Copper Alloys Graphite
(<35HRC) (<48HRC)
©) © O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P544
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MILLING TOOLS | Solid Carbide Endmills

UP210-RH2

2 Flutes, Corner Radius, with Long Shank Length

=@~ L U

Please refer to page 167

L

Ordering Code D Lc R L d Figure No. Stock
UP210-RH2-04005 4 11 0.5 75 4 1 [ ]
UP210-RH2-06005 6 16 0.5 75 6 2 (]
UP210-RH2-06010 6 16 1 75 6 2 [ ]
UP210-RH2-06015 6 16 1.5 75 6 2 O
UP210-RH2-08005 8 20 0.5 100 8 2 (]
UP210-RH2-08010 8 20 1 100 8 2 (]
UP210-RH2-08015 8 20 15 100 8 2 O
UP210-RH2-10005 10 25 0.5 100 10 2 (]
UP210-RH2-10010 10 25 1 100 10 2 (]
UP210-RH2-10015 10 25 1.5 100 10 2 O
UP210-RH2-10020 10 25 2 100 10 2 O
UP210-RH2-12005 12 30 0.5 100 12 2 (]
UP210-RH2-12010 12 30 1 100 12 2 o

@Stock OAvailable upon Order D Tol
bs12 802

D>12 803

Unit (mm)
Workpiece Material
P L K N
1234 5 123 123 123 4 5
C%E)(;/nsﬁi?l’ AI!cl%){ gtggi’ Stainless Steel Cast Iron AlL’JArm)r;/isum Copper Alloys Graphite
(<35HRC) (<48HRC)
© @) O @

© Most Suitable () Suitable

Recommended Cutting Data 3 P544
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Solid Carbide Endmills | MILLING TOOLS

UP210-RH2

2 Flutes, Corner Radius, with Long Shank Length

=GRS0

Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UP210-RH2-12015 12 30 15 100 12 2 O
UP210-RH2-12020 12 30 2 100 12 2 @)
UP210-RH2-14010 14 36 1 150 14 2 O
UP210-RH2-14020 14 36 2 150 14 2 O
UP210-RH2-16005 16 36 0.5 150 16 2 O
UP210-RH2-16010 16 36 1 150 16 2 (]
UP210-RH2-16015 16 36 15 150 16 2 O
UP210-RH2-16020 16 36 2 150 16 2 O
UP210-RH2-18010 18 45 1 150 18 2 (]
UP210-RH2-18020 18 45 2 150 18 2 O
UP210-RH2-20010 20 45 1 150 20 2 (]
UP210-RH2-20020 20 45 2 150 20 2 O

@Stock OAvailable upon Order D Tol
b<12 )
b>12 803

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allfmé)n |Sum Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
@ ©) O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P544
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4

4 Flutes, Corner Radius

Figl 4
Fig2 , .
=} UL

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
UP210-R4-01002 1 3 0.2 50 4 1 (]
UP210-R4-01502 1.5 5 0.2 50 4 1 (]
UP210-R4-02002 2 6 0.2 50 4 1 o
UP210-R4-03002 3 9 0.2 50 4 1 o
UP210-R4-03003 3 9 0.3 50 4 1 o
UP210-R4-03005 3 9 0.5 50 4 1 o
UP210-R4-04002 4 11 0.2 50 4 2 o
UP210-R4-04003 4 11 0.3 50 4 2 (]
UP210-R4-04005 4 11 0.5 50 4 2 o
UP210-R4-04010 4 11 1 50 4 2 (]
UP210-R4-04510 4.5 12 1 50 6 1 O
UP210-R4-05002 5 13 0.2 50 6 1 o
UP210-R4-05005 5 13 0.5 50 6 1 (]
UP210-R4-05010 5 13 1 50 6 1 o
UP210-R4-05015 5 13 15 50 6 1 (]
UP210-R4-06002 6 16 0.2 50 6 2 o
UP210-R4-06005 6 16 0.5 50 6 2 (]
UP210-R4-06005A 6 16 0.5 60 6 2 O
UP210-R4-06010 6 16 1 50 6 2 (]

@Stock OAvailable upon Order D Tol

p<12 S

D>12 803

Unit (mm)
Workpiece Material
P U K N
1234 5 123 123 123 4 5
C%Foc;/nsﬁi?l’ AI!cl%){ gtggi’ Stainless Steel Cast Iron AlL’JArH(i)r;/isum Copper Alloys Graphite
(<35HRC) (<48HRC)
© @) O @

© Most Suitable () Suitable

Recommended Cutting Data 3 P545
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Solid Carbide Endmills | MILLING TOOLS

UP210-R4

4 Flutes, Corner Radius

gl (e -1 L
" [~

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UP210-R4-06015 6 16 15 50 6 2 o
UP210-R4-08003 8 20 0.3 60 8 2 o
UP210-R4-08005 8 20 0.5 60 8 2 ([
UP210-R4-08005A 8 20 0.5 75 8 2 o
UP210-R4-08010 8 20 1 60 8 2 ([
UP210-R4-08010A 8 20 1 75 8 2 ([
UP210-R4-08015 8 20 15 60 8 2 [
UP210-R4-08020 8 20 2 60 8 2 ([
UP210-R4-10002 10 25 0.2 75 10 2 o
UP210-R4-10003 10 25 0.3 75 10 2 ([
UP210-R4-10005 10 25 0.5 75 10 2 o
UP210-R4-10010 10 25 1 75 10 2 ([
UP210-R4-10015 10 25 15 75 10 2 o
UP210-R4-10020 10 25 2 75 10 2 ([
UP210-R4-10025 10 25 2.5 75 10 2 o
UP210-R4-10030 10 25 3 75 10 2 o
UP210-R4-12005 12 30 0.5 75 12 2 o
UP210-R4-12010 12 30 1 75 12 2 o

@Stock OAvailable upon Order D Tol

D<12 02

D>12 803

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
C%F&nﬁéﬁl, AI'lcl)%si EESZ{’ Stainless Steel Cast Iron All.krm)r;/isum Copper Alloys Graphite
(<35HRC) (<48HRC)
© ©) O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P545
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4

4 Flutes, Corner Radius

Figl i ﬁ
Fig2 , .
=gl UL

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UP210-R4-12015 12 30 1.5 75 12 2 (]
UP210-R4-12020 12 30 2 75 12 2 (]
UP210-R4-12025 12 30 2.5 75 12 2 o
UP210-R4-12030 12 30 3 75 12 2 ([ J
UP210-R4-14010 14 32 1 100 14 2 (]
UP210-R4-14020 14 32 2 100 14 2 (]
UP210-R4-16005 16 36 0.5 100 16 2 (]
UP210-R4-16010 16 36 1 100 16 2 (]
UP210-R4-16020 16 36 2 100 16 2 (]
UP210-R4-16030 16 36 3 100 16 2 ([ J
UP210-R4-18010 18 40 1 100 18 2 O
UP210-R4-18020 18 40 2 100 18 2 (]
UP210-R4-20010 20 45 1 100 20 2 o
UP210-R4-20020 20 45 2 100 20 2 {
UP210-R4-20030 20 45 3 100 20 2 o
UP210-R4-20040 20 45 4 100 20 2 (]
UP210-R4-20050 20 45 5 100 20 2 O

@Stock OAvailable upon Order D Tl
D<12 L

b>12 803

Unit (mm)
Workpiece Material
P U K N
1234 5 123 123 123 4 5
C%Foc;/nsﬁi?l’ AI!cl%){ gtggi’ Stainless Steel Cast Iron AlL’JArH(i)r;/isum Copper Alloys Graphite
(<35HRC) (<48HRC)
©) @) O @

© Most Suitable () Suitable

Recommended Cutting Data 3 P545

254 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

UP210-RH4

4 Flutes, Corner Radius, with Long Shank Length

= Q-1 L

/

jﬁ?.
o[

Lo "¢

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
UP210-RH4-03005 3 9 0.5 75 4 1 o
UP210-RH4-04005 4 11 0.5 75 4 2 (]
UP210-RH4-06005 6 16 0.5 75 6 2 o
UP210-RH4-06005A 6 20 0.5 100 6 2 o
UP210-RH4-06010 6 16 1 75 6 2 o
UP210-RH4-06010A 6 16 1 100 6 2 o
UP210-RH4-06015 6 16 1.5 75 6 2 o
UP210-RH4-08005 8 20 0.5 100 8 2 (]
UP210-RH4-08010 8 20 1 100 8 2 o
UP210-RH4-08015 8 20 1.5 100 8 2 (]
UP210-RH4-08020 8 20 2 100 8 2 o
UP210-RH4-10005 10 25 0.5 100 10 2 (]
UP210-RH4-10010 10 25 1 100 10 2 [ J
UP210-RH4-10015 10 25 1.5 100 10 2 (]
UP210-RH4-10020 10 25 2 100 10 2 o
UP210-RH4-12005 12 30 0.5 100 12 2 (]
UP210-RH4-12010 12 30 1 100 12 2 o

@Stock OAvailable upon Order D Tol

bs12 802

D>12 803

Unit (mm)
Workpiece Material
P U K N
1234 5 123 123 123 4 5
C?—\TFO?PS%E%?L AI'lclg)){ gggg{’ Stainless Steel Cast Iron Allkmg;,ié‘m Copper Alloys Graphite
(<35HRC) (<48HRC)
© © O @

© Most Suitable () Suitable

Recommended Cutting Data ¢ P545
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MILLING TOOLS | Solid Carbide Endmills

UP210-RH4

4 Flutes, Corner Radius, with Long Shank Length

o
e —
T Lc \ .

a
E - oo R ] U

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UP210-RH4-12015 12 30 1.5 100 12 2 ([
UP210-RH4-12020 12 30 2 100 12 2 ([
UP210-RH4-12030 12 30 3 100 12 2 ([
UP210-RH4-14010 14 36 1 150 14 2 O
UP210-RH4-14020 14 36 2 150 14 2 O
UP210-RH4-16005 16 36 0.5 150 16 2 ([
UP210-RH4-16010 16 36 1 150 16 2 ([
UP210-RH4-16015 16 36 1.5 150 16 2 ([
UP210-RH4-16020 16 36 2 150 16 2 O
UP210-RH4-16030 16 36 3 150 16 2 O
UP210-RH4-18010 18 45 1 150 18 2 ([
UP210-RH4-18020 18 45 2 150 18 2 ([
UP210-RH4-20010 20 45 1 150 20 2 O
UP210-RH4-20020 20 45 2 150 20 2 o

@Stock OAvailable upon Order D Tol
p<12 Lo

D>12 803

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cirlﬁa(i/nsiéee?l’ Al!cl)%)i giggi’ Stainless Steel CastIron Allfmg;li: m Copper Alloys Graphite
(<35HRC) (<48HRC)
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P545
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Solid Carbide Endmills | MILLING TOOLS

UP210-R4A

4 Flutes, Corner Radius, 45°Helix

<

T Lc
L
=g} UL
hé ‘ Helix

I
Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
UP210-R4A-04005 4 11 0.5 50 4 1 ([
UP210-R4A-04010 4 11 1 50 4 1 o
UP210-R4A-06005 6 16 0.5 50 6 1 ([
UP210-R4A-06010 6 16 1 50 6 1 o
UP210-R4A-06015 6 16 1.5 50 6 1 O
UP210-R4A-08003 8 20 0.3 60 8 1 O
UP210-R4A-08005 8 20 0.5 60 8 1 o
UP210-R4A-08010 8 20 1 60 8 1 ([
UP210-R4A-08015 8 20 1.5 60 8 1 ([
UP210-R4A-08020 8 20 2 60 8 1 O
UP210-R4A-10002 10 25 0.2 75 10 1 O
UP210-R4A-10005 10 25 0.5 75 10 1 ([
UP210-R4A-10010 10 25 1 75 10 1 o
UP210-R4A-10015 10 25 1.5 75 10 1 O
UP210-R4A-10020 10 25 2 5 10 1 O

@Stock OAvailable upon Order D Tol
D<12 S
D>12 803

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel CastIron AluAngnlélm Copper Alloys Graphite
(<35HRC) (<48HRC) y
©) ©) O (©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P545
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4A

4 Flutes, Corner Radius, 45°Helix
Q.
IS | s
Lc
= e8] L L |

Please refer to page 167

L

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UP210-R4A-10025 10 25 2.5 75 10 2 o
UP210-R4A-10030 10 25 3 75 10 2 o
UP210-R4A-12005 12 30 0.5 75 12 2 [ ]
UP210-R4A-12010 12 30 1 75 12 2 O
UP210-R4A-12015 12 30 1.5 75 12 2 O
UP210-R4A-12020 12 30 2 75 12 2 O
UP210-R4A-12025 12 30 2.5 75 12 2 O
UP210-R4A-12030 12 30 3 75 12 2 O
UP210-R4A-16005 16 36 0.5 100 16 2 O
UP210-R4A-16010 16 36 1 100 16 2 O
UP210-R4A-16020 16 36 2 100 16 2 O
UP210-R4A-16030 16 36 3 100 16 2 O
UP210-R4A-20010 20 45 1 100 20 2 o
UP210-R4A-20020 20 45 2 100 20 2 O

@Stock OAvailable upon Order D Tol
bs12 802
D>12 803

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluAngn |Sum Copper Alloys Graphite
(<35HRC) (<48HRC) y
O ©) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P545
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Solid Carbide Endmills | MILLING TOOLS

UP210-B2

2 Flutes, Ballnose

- o <
o = T A
Lc —_—
L
- ?~
ULH — Dl Fie? e wesnp=0 | U
— h6 Helix Ballnose
Lc
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
UP210-B2-00801 0.8 0.4 1.6 50 4 1 o
UP210-B2-00901 0.9 0.45 1.8 50 4 1 o
UP210-B2-01002 1 0.5 2 50 4 1 ([
UP210-B2-61002 1 0.5 2 50 6 1 o
UP210-B2-01503 15 0.75 3 50 4 1 ([
UP210-B2-61503 15 0.75 3 50 6 1 o
UP210-B2-02004 2 1 4 50 4 1 o
UP210-B2-62004 2 1 4 50 6 1 o
UP210-B2-02505 2.5 1.25 5 50 4 1 ([
UP210-B2-03006 3 15 6 50 4 1 o
UP210-B2-63006 3 1.5 6 50 6 1 [
UP210-B2-03506 3.5 1.75 6 50 4 1 o
UP210-B2-04008 4 2 8 50 4 2 o
UP210-B2-64008 4 2 8 50 6 1 o
UP210-B2-05010 5 2.5 10 50 6 1 o
@Stock OAvailable upon Order R Tol
R<LS 8o
15<R<3 Q15
R>12 S02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron AlL}_\rH(')n':m Copper Alloys Graphite
(<35HRC) (<48HRC) y
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P547
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MILLING TOOLS | Solid Carbide Endmills

UP210-B2

2 Flutes, Ballnose

of e
'uL«Hi A ) o] Figl S
Lc
L
'cl I ?;l Fig2 .
1 — Q]S
L Please refer to page 167
) Continuation
Ordering Code D R Lc L d Figure No. Stock
UP210-B2-05510 5.5 2.75 10 50 6 1 o
UP210-B2-06012 6 3 12 50 6 2 ([
UP210-B2-06012A 6 3 12 60 6 2 ([
UP210-B2-07014 7 3.5 14 60 8 1 ([
UP210-B2-08014 8 4 14 60 8 2 o
UP210-B2-09016 9 4.5 16 75 10 1 ([
UP210-B2-10018 10 5 18 75 10 2 ([
UP210-B2-11020 11 5.5 20 75 12 1 o
UP210-B2-12022 12 6 22 75 12 2 ([
UP210-B2-13026 13 6.5 26 90 14 1 O
UP210-B2-14026 14 7 26 90 16 2 ([
UP210-B2-15030 15 7.5 30 100 16 1 ([
UP210-B2-16030 16 8 30 100 16 2 o
UP210-B2-18034 18 9 34 100 18 2 [
UP210-B2-20038 20 10 38 100 20 2 ([
@Stock OAvailable upon Order R Tol
Rels | 8o
15<R<3 845
R>3 S02
Unit (mm)
Workpiece Material
P N K N
1234 5 123 123 123 4 5
C%ch/nsigéfl’ Allcln%){ gggg{’ Stainless Steel Cast Iron AluAr’er)r;li:m Copper Alloys Graphite
(<35HRC) (<48HRC)
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P547
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Solid Carbide Endmills | MILLING TOOLS

UP210-BH2

2 Flutes, Ballnose, with Long Shank Length

el 2
{ . e
UT{I— — I < o] Fiel w
T Lc
L
«
! - L =l @ o [ f \na
AN - AICISIiN
Le h6 m Ballnose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
UP210-BH2-61002 1 0.5 2 75 6 1 o
UP210-BH2-61503 15 0.75 3 75 6 1 o
UP210-BH2-02004 2 1 4 75 4 1 o
UP210-BH2-62004 2 1 4 75 6 1 o
UP210-BH2-03006 3 1.5 6 75 4 1 o
UP210-BH2-63006 3 1.5 6 75 6 1 ([
UP210-BH2-04008 4 8 75 4 2 o
UP210-BH2-64008 4 2 8 75 6 1 o
UP210-BH2-05010 5 2.5 10 75 6 1 o
UP210-BH2-06012 6 3 12 75 6 2 o
UP210-BH2-06012A 6 3 12 100 6 2 o
UP210-BH2-07014 7 3.5 14 100 8 1 o
UP210-BH2-08014A 8 14 75 8 2 o
UP210-BH2-08014 8 14 100 8 2 ([
UP210-BH2-09016 9 4.5 16 100 10 1 O
UP210-BH2-10018 10 5 18 100 10 2 o
@Stock OAvailable upon Order R Tol
R<LS Lo
15<R<3 Q15
R>3 o
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron AluAr’lru)mSum Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P547
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MILLING TOOLS | Solid Carbide Endmills

UP210-BH2

2 Flutes, Ballnose, with Long Shank Length

of >
o/ — Figl Fﬂ
Iu [~ -of , —
Lc
L
«
fl _ a ,
d e = Ol U
Lo h6 Ballnose
L Please refer to page 167
) Continuation
Ordering Code D R Lc L d Figure No. Stock
UP210-BH2-10018A 10 5 18 150 10 2 ([
UP210-BH2-11020 11 5.5 20 100 12 1 o
UP210-BH2-10018A 10 5 18 150 10 2 ([
UP210-BH2-12022 12 6 22 100 12 2 o
UP210-BH2-12022A 12 6 22 150 12 2 ([
UP210-BH2-14026 14 T 26 150 14 2 @)
UP210-BH2-16030 16 8 30 150 16 2 o
UP210-BH2-18034 18 9 34 150 18 2 O
UP210-BH2-20038 20 10 38 150 20 2 o
@Stock OAvailable upon Order R Tol
Rels | 8o
15<R<3 845
R>3 S0
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Allmgm:m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P547
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Solid Carbide Endmills | MILLING TOOLS

UP210-B4

4 Flutes, Ballnose

of e
=8 - —_—

L

<
UL _ = Fig2 ~ 1M
=¥ =) U

L Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
UP210-B4-02004 2 1 4 50 4 1 o
UP210-B4-62004 2 1 4 50 6 1 [
UP210-B4-02505 2.5 1.25 5 50 4 1 o
UP210-B4-03006 3 15 6 50 4 1 ([
UP210-B4-63006 3 1.5 6 50 6 1 o
UP210-B4-04008 4 8 50 4 2 ([
UP210-B4-64008 4 8 50 6 1 ([
UP210-B4-05010 5 2.5 10 50 6 1 ([
UP210-B4-06012 6 3 12 50 6 2 o
UP210-B4-07014 7 3.5 14 60 8 1 ([
UP210-B4-08014 8 4 14 60 8 2 ([
UP210-B4-09016 9 4.5 16 75 10 1 O
UP210-B4-10018 10 5 18 75 10 2 ([
UP210-B4-11020 11 5.5 20 75 12 1 O
UP210-B4-12022 12 6 22 75 12 2 o
UP210-B4-14024 14 7 24 75 14 2 O
UP210-B4-16030 16 8 30 100 16 2 ([
UP210-B4-18034 18 9 34 100 18 2 O
UP210-B4-20038 20 10 38 100 20 2 ([

@Stock OAvailable upon Order R Tol

R<L5 S0

15<R<3 Q15
R>3 S02
Unit (mm)
Workpiece Material
P L K N
1234 5 123 123 123 4 5
Cf\imnsﬂ%?l’ AI!cl%{ gtgg{’ Stainless Steel Cast Iron AluArHl)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
@ © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P547
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MILLING TOOLS | Solid Carbide Endmills

UP210-L60

4 Flutes, 60° Chamfer Endmills

UTH o > D] Figl q
Lc
‘ L
=1V
Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
UP210-L60-04060 4 3.5 50 1 [ ]
UP210-L60-06060 6 5.2 50 1 (]
UP210-L60-08060 8 7 60 1 o
UP210-L60-10060 10 8.7 75 10 1 o
UP210-L60-12060 12 10.4 75 12 1 (]
UP210-L60-16060 16 13.9 100 16 1 (]
UP210-L60-20060 20 17.4 100 20 1 O
@Stock OAvailable upon Order D Tol
D<12 So
D>12 B3
Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allf,_\rn(')n':m Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
O © O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P548
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Solid Carbide Endmills | MILLING TOOLS

UP210-L90

4 Flutes, 90° Chamfer Endmills

o E——— e
e |
e G N (8

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-L90-04090 4 2 50 4 1 o
UP210-L90-06090 3 50 1 o
UP210-L90-08090 8 4 60 1 o
UP210-L90-10090 10 5 75 10 1 ([
UP210-L90-12090 12 6 75 12 1 o
UP210-L90-16090 16 8 100 16 1 o
UP210-L90-20090 20 10 100 20 1 o

@Stock OAvailable upon Order D Tol
D<12 Sm
b>12 803

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allmgn oM Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© © O © O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P548
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MILLING TOOLS | Solid Carbide Endmills

UP210-L120

4 Flutes, 120° Chamfer Endmills

e Lj e
mn s G N4 Y

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UP210-L120-04120 4 1.2 50 1 [
UP210-L120-06120 6 1.8 50 1 (]
UP210-L120-08120 8 2.4 60 8 1 o
UP210-L120-10120 10 2.9 75 10 1 (]
UP210-L120-12120 12 3.5 75 12 1 [ ]
UP210-L120-16120 16 4.6 100 16 1 (]
UP210-L120-18120 18 5.2 100 18 1 O
UP210-L120-20120 20 5.8 100 20 1 O

@Stock OAvailable upon Order D Tol
D<12 302
D>12 D03

Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Alti\rngmsum Copper Alloys Graphite
(<35HRC) (<48HRC) Y
@ © O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P548

266 — GESAC




Solid Carbide Endmills | MILLING TOOLS

SP210-S3

3 Flutes, with Variable Helix, Square

o
E—— e ————
uL{Ii _ al  Fg ﬂﬂgﬁm

Lc

o]

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SP210-S3-02508 2.5 8 50 4 1 o
SP210-S3-03009 3 50 4 1 o
SP210-S3-04011 4 11 50 4 2 o
SP210-S3-05013 5 13 50 6 1 o
SP210-S3-06016 6 16 50 6 2 o
SP210-S3-08020 8 20 60 8 2 (]
SP210-S3-09025 9 25 75 10 1 o
SP210-S3-10025 10 25 75 10 2 o
SP210-S3-12030 12 30 75 12 2 o
SP210-S3-16036 16 36 100 16 2 o
SP210-S3-20045 20 45 100 20 2 o

@Stock OAvailable upon Order D Tol

D12 K

D>12 803

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron A“}‘mgn oM Copper Alloys Graphite
(<35HRC) (<48HRC) y
© O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P548
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MILLING TOOLS | Solid Carbide Endmills

SP210-C3

3 Flutes, Variable Helix with Chamfer, Square

C

b e NN
Lc
g AICTSIN W
3 o m Chamfer

Please refer to page 167

Ordering Code D Lc C L d Figure No. Stock
SP210-C3-06020 6 16 0.2 50 1 (]
SP210-C3-08020 8 20 0.2 60 8 1 o
SP210-C3-10030 10 25 0.3 75 10 1 (]
SP210-C3-12030 12 30 0.3 75 12 1 (]
SP210-C3-16030 16 36 0.3 100 16 1 O

@Stock OAvailable upon Order D Tol

D<12 S

b>12 803

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel, Alloy Steel, -

Alloy Steel Tool Steel Stainless Steel Cast Iron AluArn(l_Jnlsum Copper Alloys Graphite
(<35HRC) (<48HRC) Yy

@) © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P548
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Solid Carbide Endmills | MILLING TOOLS

SP210-S4

4 Flutes, with Variable Helix, Square

ol ,
%JH TSy W —a

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

SP210-S4-02006 6 50 4 1 o
SP210-S4-62006 2 6 50 6 1 ([
SP210-S4-02508 2.5 8 50 4 1 [
SP210-S4-03009 3 9 50 4 1 [
SP210-S4-63009 3 9 50 6 1 ([
SP210-S4-04011 4 11 50 4 2 ([
SP210-S4-64011 4 11 50 6 1 ([
SP210-S4-05013 5 13 50 6 1 o
SP210-S4-05516 5.5 16 50 6 1 O
SP210-S4-06016 6 16 50 6 2 o
SP210-S4-07020 7 20 60 8 1 o
SP210-S4-08020 8 20 60 8 2 o
SP210-S4-08025 8 25 60 8 2 o
SP210-S4-10025 10 25 75 10 2 o
SP210-S4-12030 12 30 75 12 2 [
SP210-S4-14034 14 34 100 14 2 O
SP210-S4-16036 16 36 100 16 2 o
SP210-S4-20045 20 45 100 20 2 o

@Stock OAvailable upon Order D Tol

D<12 S

D>12 B3

Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Altkrngm:m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P549
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MILLING TOOLS | Solid Carbide Endmills

SP210-C4

4 Flutes, Variable Helix with Chamfer, Square

L

sy SCmE

L Please refer to page 167

Ordering Code D Lc C L d Figure No. Stock
SP210-C4-03003 3 0.03 50 4 1 ([
SP210-C4-03013 3 0.13 50 4 1 ([
SP210-C4-63008 3 0.15 57 6 1 o
SP210-C4-64011 4 11 0.18 57 6 1 o
SP210-C4-04004 4 11 0.04 50 4 2 o
SP210-C4-04018 4 11 0.18 50 4 2 ([ ]
SP210-C4-05005 5 13 0.05 50 6 1 o
SP210-C4-05013 5 13 0.15 57 6 1 o
SP210-C4-05020 5 13 0.2 50 6 1 o
SP210-C4-06006 6 16 0.06 50 6 2 o
SP210-C4-06013 6 13 0.2 57 6 2 o
SP210-C4-06020 6 16 0.2 50 6 2 o
SP210-C4-06040 6 16 0.4 50 6 2 [
SP210-C4-08008 8 20 0.08 60 8 2 ([
SP210-C4-08019 8 19 0.2 63 8 2 O
SP210-C4-08020 8 20 0.2 60 8 2 ([
SP210-C4-10010 10 25 0.1 75 10 2 ([
SP210-C4-10022 10 22 0.3 72 10 2 ([

@Stock OAvailable upon Order D Tol

<2 o

D>12 803

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
C%B%nsiéee?l, AI!(I%{ EEZS{’ Stainless Steel Cast Iron AluArR(i)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
O © O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P549
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Solid Carbide Endmills | MILLING TOOLS

SP210-C4

4 Flutes, Variable Helix with Chamfer, Square

s - —— e

L

C
. _ g Fig2 :
jE==——=—=t <l UL |

L Please refer to page 167

) Continuation

Ordering Code D Lc C L d Figure No. Stock
SP210-C4-10030 10 25 0.3 75 10 2 o
SP210-C4-12012 12 30 0.12 75 12 2 o
SP210-C4-12026 12 26 0.3 83 12 2 o
SP210-C4-12030 12 30 0.3 75 12 2 o
SP210-C4-16015 16 36 0.15 100 16 2 O
SP210-C4-16040 16 36 0.4 100 16 2 O
SP210-C4-18015 18 45 0.15 100 18 2 o
SP210-C4-20015 20 45 0.15 100 20 2 o
SP210-C4-20050 20 45 0.5 100 20 2 O

@Stock OAvailable upon Order D Tol

bs12 802

b>12 803

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel, Alloy Steel, .

Alloy Steel Tool Steel Stainless Steel CastIron Alemgnl:m Copper Alloys Graphite
(<35HRC) (<48HRC) Yy

© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P549
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MILLING TOOLS | Solid Carbide Endmills

SP210-CN4

4 Flutes, Long Neck, Variable Helix with Chamfer, Square

o E— IM@ | | -
Hl— ‘H%—@/ Fig2 EMEE

L‘ Please refer to page 167
Ordering Code D Lc C d2 L1 L d Flﬁure Stock
SP210-CN4-03013 3 10 0.13 2.9 18 75 4 1 (]
SP210-CN4-04018 4 12 0.18 3.8 20 75 4 2 o
SP210-CN4-05020 5 15 0.2 4.8 35 75 6 1 O
SP210-CN4-06020 6 16 0.2 5.8 24 100 6 2 o
SP210-CN4-08020 8 20 0.2 7.5 30 100 8 2 o
SP210-CN4-10030 10 25 0.3 9.5 40 150 10 2 o
SP210-CN4-12030 12 30 0.3 11 40 150 12 2 o
SP210-CN4-16040 16 36 0.4 15 50 150 16 2 O
SP210-CN4-20050 20 45 0.5 19 60 150 20 2 O
@Stock OAvailable upon Order D Tol
b<12 802
b>12 803
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel  Stainless Steel Cast Iron Allmgn oM Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P549
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Solid Carbide Endmills | MILLING TOOLS

SP210-R4

4 Flutes, Corner Radius,Variable Helix

of—

T Lc
i) e 2] L [
Lc h6 Helix

-
[0\

d
T

|
Lo [

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
SP210-R4-02005 2 6 0.5 50 4 1 o
SP210-R4-03002 3 9 0.2 50 4 1 o
SP210-R4-03003 3 9 0.3 50 4 1 o
SP210-R4-03005 3 9 0.5 50 4 1 o
SP210-R4-04003 4 11 0.3 50 4 2 o
SP210-R4-04005 4 11 0.5 50 4 2 o
SP210-R4-04010 4 11 1 50 4 2 o
SP210-R4-05003 5 13 0.3 50 6 1 O
SP210-R4-05005 5 13 0.5 50 6 1 [
SP210-R4-05010 5 13 1 50 6 1 o
SP210-R4-06003 6 16 0.3 50 6 2 o
SP210-R4-06005 6 16 0.5 50 6 2 ([
SP210-R4-06010 6 16 1 50 6 2 o
SP210-R4-06015 6 16 1.5 50 6 2 o
SP210-R4-06020 6 16 2 50 6 2 o
SP210-R4-08005 8 20 0.5 60 8 2 ([

@Stock OAvailable upon Order D Tol

D<12 S

b>12 803

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron AluAngm;Jm Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P549

GESAC _ 273




MILLING TOOLS | Solid Carbide Endmills

SP210-R4

4 Flutes, Corner Radius,Variable Helix

Q.
of Figl w—"ﬁ*
- (g o [

L Please refer to page 167

Ini

) Continuation

Ordering Code D Lc R L d Figure No. Stock
SP210-R4-08010 8 20 1.0 60 2 (]
SP210-R4-08015 8 20 15 60 2 (]
SP210-R4-08020 8 20 2 60 2 O
SP210-R4-10005 10 25 0.5 75 10 2 (]
SP210-R4-10010 10 25 1 75 10 2 (]
SP210-R4-10015 10 25 1.5 75 10 2 [ )
SP210-R4-10020 10 25 2 75 10 2 [ )
SP210-R4-10030 10 25 3 75 10 2 o
SP210-R4-12005 12 30 0.5 75 12 2 (]
SP210-R4-12010 12 30 1 75 12 2 (]
SP210-R4-12015 12 30 15 75 12 2 (]
SP210-R4-12020 12 30 2 75 12 2 (]
SP210-R4-12030 12 30 3 75 12 2 (]
SP210-R4-14020 14 32 2 75 14 2 o
SP210-R4-16020 16 36 2 100 16 2 O
SP210-R4-16030 16 36 3 100 16 2 o

@Stock OAvailable upon Order D Tol

D<12 S

D>12 D3

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
C%Fo(;/ns‘?g%?l’ ATl(l)cg gtgg{’ Stainless Steel Cast Iron Allm(i)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
@ © O @

© Most Suitable () Suitable

Recommended Cutting Data 3 P549
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Solid Carbide Endmills | MILLING TOOLS

SP210-RH4

4 Flutes, Corner Radius,Variable Helix,with Long Shank Length

Q..
</{ - o Fe ——————— ]
T Lc
‘ L
=gl-E UL o
h6 ‘ Helix
Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SP210-RH4-04005 4 11 0.5 75 4 1 o
SP210-RH4-06005 6 16 0.5 75 6 1 o
SP210-RH4-08005 8 20 0.5 100 8 1 ([
SP210-RH4-08005A 8 20 0.5 75 8 1 o
SP210-RH4-08010 8 20 1 100 8 1 o
SP210-RH4-08010A 8 20 1 75 8 1 o
SP210-RH4-10005 10 25 0.5 100 10 1 o
SP210-RH4-10010 10 25 1 100 10 1 o
SP210-RH4-12005 12 30 0.5 100 12 1 o
SP210-RH4-12010 12 30 1 100 12 1 o
SP210-RH4-12030 12 30 3 100 12 1 O
@Stock OAvailable upon Order D Tol
D<12 902
D>12 803
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluArngnléjm Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
© @ O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P549
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MILLING TOOLS | Solid Carbide Endmills

SP210-B2

2 Flutes, Ballnose

o ¢
Ui A . gt Figl
Lc
L
i E
o — [a) Fig2
H = RS E]
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SP210-B2-01002 1 0.5 2 50 4 1 (]
SP210-B2-61002 1 0.5 2 50 6 1 o
SP210-B2-01503 15 0.75 3 50 4 1 (]
SP210-B2-61503 15 0.75 3 50 6 1 (]
SP210-B2-02004 2 1 4 50 4 1 (]
SP210-B2-62004 2 1 4 50 6 1 {
SP210-B2-02505 2.5 1.25 5 50 4 1 (]
SP210-B2-03006 3 15 6 50 4 1 {
SP210-B2-63006 3 1.5 6 50 6 1 O
SP210-B2-03506 35 1.75 6 50 4 1 (]
SP210-B2-04008 4 2 8 50 4 2 (]
SP210-B2-64008 4 2 8 50 6 1 O
SP210-B2-05010 5 2.5 10 50 6 1 (]
SP210-B2-06012 6 3 12 50 6 2 (]
SP210-B2-06012A 6 3 12 60 6 2 (]
SP210-B2-08014 8 4 14 60 8 2 ( J
SP210-B2-10018 10 5 18 75 10 2 o
SP210-B2-11020 11 55 20 75 12 1 (]
SP210-B2-12022 12 6 22 75 12 2 (]
@Stock OAvailable upon Order R Tol
RSLS St
1.5<R<3 So1s
R>3 02
Unit (mm)
Workpiece Material
P m [ N
1234 5 123 123 123 4 5
C%l%(;nsiteiz?l’ ﬁltl)%}i gggg}’ Stainless Steel Cast Iron Altmg)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
© O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P550
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Solid Carbide Endmills | MILLING TOOLS

SP210-BH2

2 Flutes, Ballnose, with Long Shank Length

L
«
= = o]t Ut
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SP210-BH2-61002 1 0.5 2 75 6 1 o
SP210-BH2-61503 1.5 0.75 3 75 6 1 ([
SP210-BH2-02004 2 1 4 75 4 1 O
SP210-BH2-62004 2 1 4 75 6 1 [
SP210-BH2-63006 3 15 6 75 6 1 [
SP210-BH2-04008 4 2 8 75 4 2 o
SP210-BH2-04008A 4 2 8 100 4 2 ([
SP210-BH2-64008 4 2 8 75 6 1 ([
SP210-BH2-06012 6 3 12 75 6 2 ([
SP210-BH2-06012A 6 3 12 100 6 2 ([
SP210-BH2-08014 8 4 14 75 8 2 o
SP210-BH2-08014A 8 4 14 100 8 2 ([
SP210-BH2-10018 10 5 18 100 10 2 ([
SP210-BH2-12022 12 6 22 100 12 2 o
@Stock OAvailable upon Order R Tol
R<LS S
15<R<3 845
R>3 S0
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
C%lt:)c;/nsite?lel’ AT%%’( gigg{’ Stainless Steel Cast Iron AluArm)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
©) ©) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P550
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MILLING TOOLS | Solid Carbide Endmills

PP300-C2

2 Flutes, Square (Chamfer on Tip)

ol ¢
\ N .
| Ri=s SCH
L{@f/ o
e = @[ (-4] UL |u S

L Please refer to page 167

Ordering Code D Lc C L d Figure No. Stock
PP300-C2-02002 2 6 0.02 50 4 1 o
PP300-C2-02503 2.5 8 0.03 50 4 1 @)
PP300-C2-03003 3 0.03 50 4 1 o
PP300-C2-04004 4 11 0.04 50 4 2 o
PP300-C2-05005 5 13 0.05 50 6 1 O
PP300-C2-06006 6 16 0.06 50 6 2 (]
PP300-C2-08008 8 20 0.08 60 8 2 o
PP300-C2-10010 10 25 0.1 75 10 2 O
PP300-C2-12012 12 30 0.12 75 12 2 O

@Stock OAvailable upon Order D Tol

D<12 So

D>12 803

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluArH(l)nlsum Copper Alloys Graphite
(<35HRC) (<48HRC) Yy
O © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P551
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Solid Carbide Endmills | MILLING TOOLS

PP300-C3

3 Flutes, Square, with Variable Helix (Chamfer on Tip)

Figl

Fig2 TS
H AICISiN

ML (U S

L Please refer to page 167

Ordering Code D Lc C L d Figure No. Stock
PP300-C3-63003 3 9 0.03 50 6 1 ([
PP300-C3-04004 4 11 0.04 50 4 2 ([
PP300-C3-64004 4 11 0.04 50 6 1 ([
PP300-C3-05005 5 13 0.05 50 6 1 [
PP300-C3-06006 6 16 0.06 50 6 2 O
PP300-C3-06020 6 16 0.2 50 6 2 O
PP300-C3-08008 8 20 0.08 60 8 2 ([
PP300-C3-08020 8 20 0.2 60 8 2 O
PP300-C3-10010 10 25 0.1 75 10 2 ([
PP300-C3-10030 10 25 0.3 75 10 2 O
PP300-C3-12012 12 30 0.12 75 12 2 O
PP300-C3-12030 12 30 0.3 75 12 2 O
PP300-C3-16015 16 36 0.15 100 16 2 o
PP300-C3-16040 16 36 0.4 100 16 2 O
PP300-C3-20015 20 45 0.15 100 20 2 O
PP300-C3-20050 20 45 0.5 100 20 2 O

@Stock OAvailable upon Order D Tol

bs12 802

D>12 So3

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cirliaoc;nsiéz?l, AI!cl)cgi gggg}’ Stainless Steel Cast Iron Altjm(i)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P552
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MILLING TOOLS | Solid Carbide Endmills

PP300-C4

4 Flutes, Square, with Variable Helix (Chamfer on Tip)

of c
o E— R
] Lc ‘
¢
E—— = | UL L
. e [ e chamer
L Please refer to page 167
Ordering Code D Lc C L d Figure No. Stock
PP300-C4-03003 3 0.03 50 4 1 O
PP300-C4-63003 3 0.03 50 6 1 O
PP300-C4-03013 3 0.13 50 4 1 @)
PP300-C4-04004 4 11 0.04 50 4 2 o
PP300-C4-64004 4 11 0.04 50 6 1 o
PP300-C4-04018 4 11 0.18 50 4 2 O
PP300-C4-05005 5 13 0.05 50 6 1 (]
PP300-C4-05020 5 13 0.2 50 6 1 O
PP300-C4-06006 6 16 0.06 50 6 2 (]
PP300-C4-06020 6 16 0.2 50 6 2 O
PP300-C4-08008 8 20 0.08 60 8 2 o
PP300-C4-08020 8 20 0.2 60 8 2 O
PP300-C4-10010 10 25 0.1 75 10 2 (]
PP300-C4-10030 10 25 0.3 75 10 2 O
PP300-C4-12012 12 30 0.12 75 12 2 o
PP300-C4-12030 12 30 0.3 75 12 2 O
PP300-C4-16015 16 36 0.15 100 16 2 (]
PP300-C4-16040 16 36 0.4 100 16 2 O
PP300-C4-20015 20 45 0.15 100 20 2 @)
PP300-C4-20050 20 45 0.5 100 20 2 O
@Stock OAvailable upon Order D Tol
D<12 3o
D>12 D03
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
C?\Elt:)c;/ns‘:’(teee‘fl’ ATI(I)OO){ gggg{’ Stainless Steel Cast Iron Alli\rnéniu M ' Copper Alloys Graphite
(<35HRC) (<48HRC) ys
@) © O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P553
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Solid Carbide Endmills | MILLING TOOLS

PP300-R4

4 Flutes, Corner Radius, with Variable Helix

UJ il — Figl r S
L
- 4 _ Fig2 0/370
| : e e B I I S
LC hé ‘ Helix
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
PP300-R4-03005 3 9 0.5 50 4 1 O
PP300-R4-04003 4 11 0.3 50 4 2 O
PP300-R4-04005 4 11 0.5 50 4 2 o
PP300-R4-04010 4 11 1 50 4 2 O
PP300-R4-05005 5 13 0.5 50 6 1 O
PP300-R4-06005 6 16 0.5 50 6 2 ([
PP300-R4-06010 6 16 1 50 6 2 o
PP300-R4-06020 6 16 2 50 6 2 O
PP300-R4-08005 8 20 0.5 60 8 2 o
PP300-R4-08010 8 20 1 60 8 2 o
PP300-R4-10005 10 25 0.5 75 10 2 o
PP300-R4-10010 10 25 1 75 10 2 o
PP300-R4-10015 10 25 1.5 75 10 2 o
PP300-R4-10020 10 25 2 75 10 2 O
PP300-R4-10030 10 25 3 75 10 2 [ )
@Stock OAvailable upon Order D Tol
D<12 e
D>12 803
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, ‘e
,(Ag%)g atReg,)l Ergzgatsgl) Stainless Steel Cast Iron Altjm(l)rygm Copper Alloys Graphite
© O O ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P553
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MILLING TOOLS | Solid Carbide Endmills

PP300-R4

4 Flutes, Corner Radius, with Variable Helix

ul g Figl S N
e =[] C
- VIR AICISIN J«»)
LC hé ‘ é E
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
PP300-R4-12005 12 30 0.5 75 12 2 o
PP300-R4-12010 12 30 1 75 12 2 o
PP300-R4-12015 12 30 1.5 75 12 2 o
PP300-R4-12020 12 30 2 75 12 2 o
PP300-R4-12030 12 30 3 75 12 2 o
PP300-R4-16010 16 36 1 100 16 2 o
PP300-R4-16020 16 36 2 100 16 2 o
PP300-R4-16030 16 36 3 100 16 2 O
PP300-R4-20010 20 45 1 100 20 2 o
PP300-R4-20020 20 45 2 100 20 2 o
@Stock OAvailable upon Order D Tol
D<12 So
D>12 803
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Alljm(')n oM Copper Alloys Graphite
(<35HRC) (<48HRC) y
O @) O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P553
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Solid Carbide Endmills | MILLING TOOLS

PP300-SPEED-3D

4/5 Flutes, Square, with Variable Helix (Round Corner on Tip)

<
| — 0| Figl )
Lc ‘7 - i =N NS SN N\
L
'
o| Fig2
AICISIN
: =R~ UL Ul
3 Please refer to page 167
Ordering Code D z Lc R L d Flﬁgre Stock
PP300-SPEED-3D-06020 4 20 0.1 57 6 1 o
PP300-SPEED-3D-08026 4 26 0.1 63 8 1 O
PP300-SPEED-3D-10032 10 5 32 0.1 72 10 2 [ ]
PP300-SPEED-3D-12038 12 5 38 0.12 83 12 2 {
PP300-SPEED-3D-14044 14 5 44 0.15 100 14 2 O
PP300-SPEED-3D-16052 16 5 52 0.15 115 16 2 O
PP300-SPEED-3D-20062 20 5 62 0.2 131 20 2 o
@Stock OAvailable upon Order D Tol
D<10 Soa
D>10 D05
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, ‘e
Alloy Steel Tool Steel Stainless Steel Cast Iron Altjmgn oM Copper Alloys Graphite
(<35HRC) (<48HRC) y
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P554
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MILLING TOOLS | Solid Carbide Endmills

PP300-SPEED-3DN

4/5 Flutes, Square, with Variable Helix, Long Neck (Round Corner on Tip)

B R =0 83 -~ |- U L [ -

L ! Please refer to page 167
Ordering Code D z Le R L1 42 L d  Figue stock

PP300-SPEED-3DN-06020 6 4 20 0.1 32 5.8 75 1 [ J
PP300-SPEED-3DN-08026 8 4 26 0.1 42 7.8 85 1 [ )
PP300-SPEED-3DN-10032 10 5 32 0.1 52 9.8 100 10 2 [ ]
PP300-SPEED-3DN-12038 12 5 38 0.12 62 11.8 110 12 2 @
PP300-SPEED-3DN-14044 14 5 44 0.15 72 13.8 125 14 2 O
PP300-SPEED-3DN-16052 16 5 52 0.15 82 15.7 140 16 2 O
PP300-SPEED-3DN-20062 20 5 62 0.2 102 19.7 165 20 2 [ J
@Stock OAvailable upon Order D Tol
D<10 S04
0>10 s

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron AIL’lAngmsum Copper Alloys Graphite
(<35HRC) (<48HRC) Y
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P554
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Solid Carbide Endmills | MILLING TOOLS

PP300-SPEED-5D

4/5 Flutes, Square, with Variable Helix (Round Corner on Tip)

*
H — D S RSN S SN\
Lc o ' = AN
L |
RS
I J 4 -
S e s A E
: D 8- [ =
L Please refer to page 167
Ordering Code D z Lc R L d F'ﬁgre Stock
PP300-SPEED-5D-06032 4 32 0.1 75 6 1 O
PP300-SPEED-5D-08042 4 42 0.1 85 1 [ )
PP300-SPEED-5D-10052 10 5 52 0.1 100 10 2 [ )
PP300-SPEED-5D-12062 12 5 62 0.12 110 12 2 o
PP300-SPEED-5D-14072 14 5 72 0.15 125 14 2 O
PP300-SPEED-5D-16082 16 5 82 0.15 140 16 2 ( J
PP300-SPEED-5D-200102 20 5 102 0.2 165 20 2 O
@Stock OAvailable upon Order D Tol
D<10 Soa
D>10 D05
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, ‘e
Alloy Steel Tool Steel Stainless Steel Cast Iron Altjmgn oM Copper Alloys Graphite
(<35HRC) (<48HRC) y
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P554
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MILLING TOOLS | Solid Carbide Endmills

UPN210-S4

4 Flutes, Square for Roughing Process

s '
e N L

Please refer to page 167

Ordering Code D Lc C L d Figure No. Stock
UPN210-S4-06016 6 16 0.2 50 6 2 o
UPN210-54-08020 8 20 0.2 60 2 ([
UPN210-54-10025 10 25 0.3 75 10 2 ([ ]
UPN210-S4-12030 12 30 0.3 75 12 2 o
UPN210-54-16036 16 36 0.4 100 16 2 (
UPN210-54-20045 20 45 0.5 100 20 2 ([

@Stock OAvailable upon Order D Tol

D<6 803

6<D<10  J.4

D>10 805

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel, Alloy Steel, .

Alloy Steel Tool Steel Stainless Steel Cast Iron All‘)m'on |Sum Copper Alloys Graphite
(<35HRC) (<48HRC) y

@) O O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P556
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Solid Carbide Endmills | MILLING TOOLS

UPR210-S4

4 Flutes, Square for Roughing Process

o '
A s L

Please refer to page 167

Ordering Code D Lc C L d Figure No. Stock
UPR210-54-06016 6 16 0.2 50 6 2 (]
UPR210-54-08020 8 20 0.2 60 8 2 (]
UPR210-54-10025 10 25 0.3 75 10 2 [ ]
UPR210-S4-12030 12 30 0.3 75 12 2 (]
UPR210-54-16036 16 36 0.4 100 16 2 o
UPR210-54-20045 20 45 0.5 100 20 2 (]

@stock OAvailable upon Order D Tol

D<6 $o3

6<D<10 | §o4

D>10 D05

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel, Alloy Steel, .

Alloy Steel Tool Steel Stainless Steel Cast Iron A“j{n(')n'sum Copper Alloys Graphite
(<35HRC) (<48HRC) y

© O O © O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P555
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MILLING TOOLS | Solid Carbide Endmills

UPR300-S3/S4

3/4 Flutes, Square for Roughing Process

<
-cJ — r:|| Figl .
1 o @ 10*%C0. 832D
Lc
L
/<
E— - =gl UL
| Mt 8] L S L i s B
Lc Please refer to page 167
L
Ordering Code D z Lc C L d Fﬁgre Stock
UPR300-53-06016 3 16 0.2 50 6 1 [ ]
UPR300-S3-08020 8 3 20 0.2 60 1 [ J
UPR300-S4-10025 10 4 25 0.3 75 10 2 [ ]
UPR300-S4-12030 12 4 30 0.3 75 12 2 [ J
UPR300-54-16036 16 4 36 0.4 100 16 2 O
UPR300-54-20045 20 4 45 0.5 100 20 2 O
@Stock OAvailable upon Order b Tol
b<6 803
6<D<10  J44
D>10 805
Unit (mm)
Workpiece Material
1234 5 123 123 1 23
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Cast Iron H?Z%‘fggﬂ Rs(t:‘)eel Ha(rg%'g%dng)eel
(<35HRC) (<48HRC)
(©) ©) O (©) O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P557
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Solid Carbide Endmills | MILLING TOOLS

US200-S2

2 Flutes, Standard Length, Square

UL v Iﬁﬂ Figl

=SS =< DL

‘ Lc

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

US200-52-00501 0.5 1 50 4 1 o
US200-52-00802 0.8 2 50 4 1 ([
US200-52-01003 1 3 50 4 1 [
US200-S2-01504 15 4 50 4 1 [
US200-52-02006 2 6 50 4 1 ([
US200-52-02508 2.5 8 50 4 1 ([
US200-52-63008 8 50 6 1 ([
US200-52-03009 9 50 4 1 o
US200-52-03510 35 10 50 4 1 o
US200-S2-04011 4 11 50 4 2 o
US200-52-64011 4 11 50 6 1 o
US200-S2-05013 5 13 50 6 1 o
US200-S2-06016 6 16 50 6 2 o
US200-S2-08020 8 20 60 8 2 o
US200-S2-10025 10 25 75 10 2 o
US200-S2-12030 12 30 75 12 2 o
US200-S2-16036 16 36 100 16 2 o
US200-S2-20045 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol

b<s12 802

b>12 803

Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeajcMrleoy:tant Titanium Alloys
(<35HRC) (<48HRC) y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P559
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MILLING TOOLS | Solid Carbide Endmills

US200-SS4

4 Flutes,Stub Length, Square

\Fg?/\
e T==va

Figl
] |
" - o =i
d < UL
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
US200-SS4-02004 2 4 50 4 1 [ ]
US200-SS4-03004 3 4 50 4 1 (]
US200-SS4-04006 4 6 50 4 2 o
US200-SS4-06009 6 9 50 6 2 [
US200-SS4-08010 8 10 60 8 2 (]
US200-SS4-10012 10 12 75 10 2 (]
US200-SS4-12016 12 16 75 12 2 (]
US200-SS4-14020 14 20 75 14 2 (]
US200-SS4-16024 16 24 100 16 2 (]
US200-SS4-18027 18 27 100 18 2 [ ]
US200-SS4-20030 20 30 100 20 2 O
@Stock OAvailable upon Order D Tol
<2 o
D>12 803
Unit (mm)

Workpiece Material

M K

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeatA{'l%m:tant Titanium Alloys
(<35HRC) (<48HRC) y
O O @) O O O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P560
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Solid Carbide Endmills | MILLING TOOLS

US200-S4

4 Flutes, Standard Length, Square

FQK JE—
e e —— ]

L

e~ =ol-E UL

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

US200-S4-01003 1 3 50 4 1 o
US200-S4-01504 1.5 4 50 4 1 o
US200-S4-01505 1.5 5 50 4 1 ([
US200-S4-02006 2 6 50 4 1 [
US200-S4-02508 2.5 8 50 4 1 ([
US200-S4-63008 8 50 6 1 ([
US200-S4-03009 3 9 50 4 1 ([
US200-S4-03510 3.5 10 50 4 1 o
US200-S4-04011 4 11 50 4 2 ([
US200-S4-64011 4 11 50 6 1 o
US200-S4-05013 5 13 50 6 1 ([
US200-54-06016 6 16 50 6 2 o
US200-54-08020 8 20 60 8 2 o
US200-S4-10025 10 25 75 10 2 o
US200-S4-12030 12 30 75 12 2 o
US200-S4-13032 13 32 100 14 1 o
US200-S4-14040 14 40 100 14 2 o
US200-S4-16036 16 36 100 16 2 o
US200-S4-20045 20 45 100 20 2 o
US200-S4-22050 22 50 119 22 2 O

@Stock OAvailable upon Order D Tol

D<12 Se

p>12 S03

Unit (mm)

Workpiece Material

P M K. S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeajcMrleosgtant Titanium Alloys
(<35HRC) (<48HRC) Y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P560
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MILLING TOOLS | Solid Carbide Endmills

US200-SN4

4 Flutes, with Long Neck, Square

VLZTR
o/ [ of Figl ﬂ
I —— 4&4%%» = ’

iE=—mreos Eil i o] L

L‘ Please refer to page 167

Ordering Code D Lc d2 L1 L d Figure No.  Stock
US200-SN4-02008 2 4 1.95 8 50 4 1 o
US200-SN4-04012 4 8 3.85 12 50 4 2 [ J
US200-SN4-06018 6 13 5.8 18 50 6 2 o
US200-SN4-08025 8 19 7.5 25 60 8 2 o
US200-SN4-10032 10 22 9.5 32 75 10 2 o
US200-SN4-12034 12 24 11 34 75 12 2 o
US200-SN4-16036 16 26 15 36 100 16 2 O
US200-SN4-20040 20 28 19 40 100 20 2 O

@Stock OAvailable upon Order b =
bs12 802
D>12 803

Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeatA{'l%m:tant Titanium Alloys
(<35HRC) (<48HRC) y
O O @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P560
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Solid Carbide Endmills | MILLING TOOLS

US200-R2

2 Flutes, Corner Radius

L |
= - T
o — @ﬁ =@ L (U

L

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
US200-R2-03003 3 0.3 50 4 1 o
US200-R2-03005 3 0.5 50 4 1 O
US200-R2-04002 4 11 0.2 50 4 2 o
US200-R2-04003 4 11 0.3 50 4 2 o
US200-R2-64005 4 11 0.5 50 6 1 o
US200-R2-05003 5 13 0.3 50 6 1 o
US200-R2-05005 5 13 0.5 50 6 1 o
US200-R2-06002 6 16 0.2 50 6 2 o
US200-R2-06003 6 16 0.3 50 6 2 o
US200-R2-08005 8 20 0.5 60 8 2 o
US200-R2-10005 10 25 0.5 75 10 2 o
US200-R2-10010 10 25 1 75 10 2 ([
US200-R2-10015 10 25 1.5 75 10 2 o
US200-R2-16005 16 36 0.5 100 16 2 ([

@Stock OAvailable upon Order D Tol
D<12 So
D>12 803

Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeajcMrleosgtant Titanium Alloys
(<35HRC) (<48HRC) Y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P559
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MILLING TOOLS | Solid Carbide Endmills

US200-R3

3 Flutes, Corner Radius

of @
qui N &ﬂ Figl mﬁ —
1 e -
- ?
== - =2 UL
fl e i @ TIAIN ﬁ
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
US200-R3-02002 2 6 0.2 50 4 1 ([
US200-R3-04002 4 11 0.2 50 4 2 o
US200-R3-04005 4 11 0.5 50 4 2 ([
US200-R3-06002 6 16 0.2 50 6 2 o
US200-R3-06005 6 16 0.5 50 6 2 o
US200-R3-08005 8 20 0.5 60 8 2 o
US200-R3-08010 8 20 1 60 8 2 o
US200-R3-10010 10 25 1 75 10 2 ([
US200-R3-10020 10 25 2 75 10 2 O
US200-R3-12005 12 30 0.5 75 12 2 o
US200-R3-12010 12 30 1 75 12 2 o
US200-R3-12015 12 30 15 75 12 2 O
US200-R3-16005 16 36 0.5 100 16 2 o
US200-R3-16010 16 36 1 100 16 2 O
US200-R3-16020 16 36 2 100 16 2 O
US200-R3-20005 20 45 0.5 100 20 2 [
US200-R3-20040 20 45 4 100 20 2 ([
@Stock OAvailable upon Order D Tol
D<12 S
D>12 Lo
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Heai\lrl%sn:ta nt Titanium Alloys
(<35HRC) (<48HRC) Yy
O O @) O O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P559
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Solid Carbide Endmills | MILLING TOOLS

US200-R4

4 Flutes, Corner Radius

Bl 2 B
S —— G F ——
4 |_c - .

L

«
o J— Fig2 o
——=34 - =g~ ULl
Lc 1 Helix

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
US200-R4-02002 2 0.2 50 4 1 [ ]
US200-R4-03003 3 0.3 50 4 1 (]
US200-R4-03005 3 0.5 50 4 1 (]
US200-R4-64002 4 11 0.2 50 6 1 (]
US200-R4-64003 4 11 0.3 50 6 1 o
US200-R4-04003 4 11 0.3 50 4 2 (]
US200-R4-04005 4 11 0.5 50 4 2 (]
US200-R4-05005 5 13 0.5 50 6 1 (]
US200-R4-06005 6 16 0.5 50 6 2 [
US200-R4-08002 8 20 0.2 60 8 2 (]
US200-R4-08005 8 20 0.5 60 8 2 [ ]
US200-R4-08010 8 20 1 60 8 2 o
US200-R4-10005 10 25 0.5 75 10 2 o
US200-R4-10010 10 25 1 75 10 2 ([ J
US200-R4-12005 12 30 0.5 75 12 2 [ ]
US200-R4-12010 12 30 1 75 12 2 (]
US200-R4-12020 12 30 2 75 12 2 [ ]
US200-R4-16010 16 36 1 100 16 2 ([ J
US200-R4-20010 20 45 1 100 20 2 O

@Stock OAvailable upon Order D Tol

D<12 802

D>12 803

Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeajcMrleosgtant Titanium Alloys
(<35HRC) (<48HRC) Y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P560
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MILLING TOOLS | Solid Carbide Endmills

US200-B2

2 Flutes, Ballnose

I?‘QK
o —— s

Lc
L
H -
: - Q[ e
i > B TIAIN ﬁ S
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
US200-B2-01002 1 2 0.5 50 4 1 (]
US200-B2-01503 1L 3 0.75 50 4 1 o
US200-B2-02004 2 4 1 50 4 1 o
US200-B2-03006 3 6 13 50 4 1 o
US200-B2-63006 3 6 1.5 50 6 1 o
US200-B2-04008 4 8 50 4 2 o
US200-B2-64008 4 8 2 50 6 1 o
US200-B2-05010 5 10 2.5 50 6 1 o
US200-B2-06012 6 12 3 50 6 2 ([
US200-B2-08014 8 14 4 60 8 2 {
US200-B2-10018 10 18 5 75 10 2 (]
US200-B2-12022 12 22 6 75 12 2 o
US200-B2-16026 16 26 8 100 16 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.015
R>3 +0.02
Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea%ﬁis'gtant Titanium Alloys
(<35HRC) (<48HRC) y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P560
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Solid Carbide Endmills | MILLING TOOLS

US200-B4

4 Flutes, Ballnose

i ss

] ‘ Lc

R
‘ Lc

=1 Ve

Figl

nﬁli -

L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
US200-B4-01002 1 2 0.5 50 4 1 [ ]
US200-B4-01503 15 3 0.75 50 4 1 [ ]
US200-B4-02004 2 4 1 50 4 1 [ ]
US200-B4-03006 3 6 1.5 50 4 1 (]
US200-B4-63006 3 6 1.5 50 6 1 [ ]
US200-B4-04008 4 8 2 50 4 2 [ J
US200-B4-05010 5 10 2.5 50 6 1 [ J
US200-B4-06012 6 12 3 50 6 2 [ J
US200-B4-08014 8 14 4 60 8 2 [ ]
US200-B4-10018 10 18 5 75 10 2 [ J
US200-B4-12022 12 22 6 75 12 2 [ ]
US200-B4-16026 16 26 8 100 16 2 [ ]
US200-B4-20038 20 38 10 100 20 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.015
R>3 +0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Heai\lrlcz)s:tant Titanium Alloys
(<35HRC) (<48HRC) y
O O @) O O O

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P560
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MILLING TOOLS | Solid Carbide Endmills

US260-S2/SS2

2 Flutes, Standard Length / Stub Length, Square

RN ——— = R & ————
T ‘ Lc
‘ L
= L L U]
=
Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
US260-S2-00501 0.5 1 50 4 1 o
US260-S2-00802 0.8 2 50 4 1 o
US260-S2-00801 0.8 1 50 4 1 o
@Stock OAvailable upon Order D Tol
D<12 90
Unit (mm)

Workpiece Material

m I3

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea%ﬁis'gtant Titanium Alloys
(<35HRC) (<48HRC) y
O O © O O O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P561
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Solid Carbide Endmills | MILLING TOOLS

US260-SS4A

4 Flutes, Stub Length, Square

o
UL{Ii - ¥|&L§ﬂ Figl

L

— =Rl

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
US260-SS4A-01002 1 2 50 4 1 o
US260-SS4A-01502 15 2.5 50 4 1 (]
US260-SS4A-01503 15 3 50 4 1 [ ]
US260-SS4A-02004 2 4 50 4 1 (]
US260-SS4A-03003 3 3 50 4 1 o
US260-SS4A-03006 3 6 50 4 1 o
US260-SS4A-04006 4 6 50 4 2 o
US260-SS4A-06006 6 6 50 6 2 o
US260-SS4A-06010 6 10 50 6 2 o
US260-SS4A-08015 8 15 60 8 2 o
US260-SS4A-10015 10 15 50 10 2 o
US260-SS4A-12015 12 15 50 12 2 o
US260-SS4A-16024 16 24 100 16 2 O
US260-SS4A-20030 20 30 100 20 2 O
@Stock OAvailable upon Order D Tol
D<12 L
D>12 So3
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea%lrleositant Titanium Alloys
(<35HRC) (<48HRC) Yy
O O @ O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P561
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MILLING TOOLS | Solid Carbide Endmills

US260-SS4B

4 Flutes, Square, Stub Length, for Finishing

é{\ = R —— >
uﬁli — \4|§H Figl \;@M

L

T =3 - =t UL

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
US260-SS4B-01002 1 2 50 4 1 o
US260-SS4B -01503 1.5 3 50 4 1 (]
US260-SS4B -02004 2 4 50 4 1 o
US260-SS4B -03003 3 3 50 4 1 o
US260-SS4B -04006 4 6 50 4 2 o
US260-SS4B -05006 5 6 50 6 1 ([ J
US260-SS4B -06006 6 6 50 6 2 o
@Stock OAvailable upon Order D Tol
D<12 %0
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, o
Alloy Steel Tool Steel Stainless Steel Cast Iron HeaE\lrl%yztant Titanium Alloys
(<35HRC) (<48HRC) y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P561
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Solid Carbide Endmills |

MILLING TOOLS

US260-S4A

4 Flutes, Square, Standard Length
|

© — o] Figl
T ] Lc

e T
| E—

=R L U

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
US260-S4A-01003 1 3 50 4 1 [ ]
US260-S4A-01504 1.5 4 50 4 1 (]
US260-S4A-01505 1.5 5 50 4 1 o
US260-S4A-01506 1.5 6 50 4 1 (]
US260-S4A-02006 2 6 50 4 1 o
US260-S4A-02508 2.5 8 50 4 1 o
US260-S4A-03009 3 9 50 4 1 (]
US260-S4A-04011 4 11 50 4 2 (]
US260-S4A-05013 5 13 50 6 1 [ ]
US260-S4A-06016 6 16 50 6 2 (]
US260-S4A-08020 8 20 60 8 2 [
US260-S4A-10025 10 25 75 10 2 o
US260-S4A-10030 10 30 75 10 2 o
US260-S4A-12030 12 30 75 12 2 (]
US260-S4A-16036 16 36 100 16 2 [ ]
US260-S4A-20045 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol
D<12 So
D>12 S0
Unit (mm)
Workpiece Material
P M 3 S
1234 5 123 123 123 4
CaAElt:)c;/nS%é%?l’ A1%3)}/[ gggg{’ Stainless Steel Cast Iron Heaglrleos;:tant Titanium Alloys
(<35HRC) (<48HRC)
O O O O O O
© Most Suitable () Suitable

Recommended Cutting Data 3 P561
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MILLING TOOLS | Solid Carbide Endmills

US260-S4B

4 Flutes, Square, Standard Length, for Finishing

Bl
i '
] — o Figl
I Is=-

L

S D

‘ Lc

=g L L [

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
US260-S4B-01003 1 3 50 4 1 o
US260-S4B -01203 1.2 3 50 4 1 (]
US260-S4B -01503 15 3.5 50 4 1 [
US260-S4B -01504 1.5 4 50 4 1 o
US260-S4B -02006 2 50 4 1 o
US260-S4B -03009 3 50 4 1 ([ J
US260-S4B -04011 4 11 50 4 2 o
US260-S4B -06016 6 16 50 6 2 o
@Stock OAvailable upon Order D Tol
D<12 3o
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel, Alloy Steel, mci
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea“ﬁf"ztant Titanium Alloys
(<35HRC) (<48HRC) Y
O O @) O O O
© Most Suitable (O Suitable

Recommended Cutting Data 3 P561

302 _ GESAC



Solid Carbide Endmills | MILLING TOOLS

US260-RS4

4 Flutes, Corner Radius, Stub Length
of

@
e gﬂ e —
B <

=t - =gl ULl

L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
US260-RS4-01001 1 2 0.1 50 4 1 o
US260-RS4-04001 4 5 0.1 50 4 2 ([
US260-RS4-04002 4 5 0.2 50 4 2 (
US260-RS4-05001 5 6 0.1 50 6 1 ([
US260-RS4-06001 6 8 0.1 50 6 2 (
US260-RS4-06002 6 8 0.2 50 6 2 o
US260-RS4-06005 6 8 0.5 50 6 2 o
US260-RS4-08002 8 15 0.2 60 8 2 ([
US260-RS4-08005 8 15 0.5 60 8 2 o
US260-RS4-10002 10 15 0.2 50 10 2 o
US260-RS4-10005 10 15 0.5 50 10 2 o
US260-RS4-12010 12 15 1 75 12 2 o
US260-RS4-16010 16 24 1 100 16 2 O
US260-RS4-20010 20 30 1 100 20 2 O
@Stock OAvailable upon Order ) Tol
D<12 Lo
D>12 803
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea%lrleositant Titanium Alloys
(<35HRC) (<48HRC) Yy
O O @ O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P562
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MILLING TOOLS | Solid Carbide Endmills

US260-R4

4 Flutes, Corner Radius, Standard Length

of @
UU R 4@ Figl

¢

L

piE—— SomEEmm

L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
US260-R4-01501 1.5 5 0.1 50 4 1 ([
US260-R4-02001 2 6 0.1 50 4 1 o
US260-R4-02002 2 6 0.2 50 4 1 ([
US260-R4-03001 3 9 0.1 50 4 1 o
US260-R4-63001 3 9 0.1 50 6 1 o
US260-R4-03002 3 9 0.2 50 4 1 ([
US260-R4-63002 3 9 0.2 50 6 1 o
US260-R4-03003 3 9 0.3 50 4 1 o
US260-R4-63003 3 9 0.3 50 6 1 ([
US260-R4-04001 4 11 0.1 50 4 2 ([ J
US260-R4-04002 4 11 0.2 50 4 2 ([
US260-R4-04010 4 11 1 50 4 2 O
US260-R4-06001 6 16 0.1 50 6 2 ([
US260-R4-06002 6 12 0.2 50 6 2 ([
US260-R4-06005 6 16 0.5 50 6 2 [
@Stock OAvailable upon Order D Tol
D<12 S
D>12 Sos
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea%lrleosgtant Titanium Alloys
(<35HRC) (<48HRC) y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P562
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Solid Carbide Endmills | MILLING TOOLS

US260-R4

4 Flutes, Corner Radius, Standard Length

s

Lc -
L
_/
] — [a} Fig2 °
! — g L e [
‘ e 6 l Helbx
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
US260-R4-06010 16 1 50 2 O
US260-R4-08005 20 0.5 60 2 o
US260-R4-08010 20 1 60 2 o
US260-R4-10005 10 25 0.5 75 10 2 o
US260-R4-10010 10 25 1 75 10 2 o
US260-R4-12005 12 30 0.5 75 12 2 o
US260-R4-12010 12 30 1 75 12 2 o
US260-R4-12020 12 30 2 75 12 2 o
US260-R4-12030 12 30 3 75 12 2 O
US260-R4-16010 16 36 1 100 16 2 O
US260-R4-16020 16 36 2 100 16 2 O
US260-R4-16030 16 36 3 100 16 2 O
US260-R4-20010 20 45 1 100 20 2 O
US260-R4-20020 20 45 2 100 20 2 O
US260-R4-20030 20 45 3 100 20 2 O
@Stock OAvailable upon Order D Tol
D<12 Lo
D>12 B3
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel, Alloy Steel, enci
Alloy Steel Tool Steel Stainless Steel Cast Iron HeatAlrﬁ)S':tant Titanium Alloys
(<35HRC) (<48HRC) y
O O @) O O O

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P562
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MILLING TOOLS | Solid Carbide Endmills

SS600-SS4

4 Flutes, Stub Length, Square

E Figl

e =gl UL
f — i '@ FR1 TiAIN @
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
S$S600-SS4-02003 2 3 38 3 1 O
SS600-SS4-02004 2 4 50 4 1 [ J
S$S600-SS4-03006 3 6 50 4 1 [ ]
SS600-SS4-04006 4 6 50 4 2 (]
S$S600-SS4-06006 6 6 50 6 2 [ ]
S$S600-SS4-06010 6 10 50 6 2 (]
S$S600-SS4-08015 8 15 60 8 2 o
SS600-SS4-10015 10 15 60 10 2 O
S$S600-SS4-12016 12 16 75 12 2 o
SS600-SS4-16022 16 22 92 16 2 o
S$S600-SS4-20026 20 26 100 20 2 O
@Stock OAvailable upon Order D Tol
D<6 02
6<D<12 So3
p>12 B4
Unit (mm)

Workpiece Material

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeatA{'ﬁ)sEtant Titanium Alloys
(<35HRC) (<48HRC) y
© @) @) O O ©

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P563
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SS600-S4

4 Flutes, Standard Length, Square

Solid Carbide Endmills

| MILLING TOOLS

UL A IN a Figl b ﬁp&ﬂ
| Le S
L i e iz (E
e '@ PRI TiAIN @ ]
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
S$S600-S4-01003 1 3 38 3 1 O
SS600-S4-01506 1.5 6 38 3 1 O
SS600-S4-02006 2 6 50 4 1 [ ]
SS600-S4-02506 2.5 6 50 4 1 O
SS600-S4-03009 3 9 50 4 1 o
SS600-S4-63009 3 9 50 6 1 O
SS600-S4-04011 4 11 50 4 2 (]
SS600-S4-64011 4 11 50 6 1 (]
SS600-S4-04014 4 14 50 4 2 O
SS600-S4-05013 5 13 50 6 1 (]
SS600-S4-06016 6 16 50 6 2 [
SS600-S4-08020 8 20 60 8 2 (]
SS600-54-10025 10 25 75 10 2 [ ]
SS600-S4-12026 12 26 83 12 2 o
SS600-S4-14026 14 26 83 14 2 O
SS600-S4-16032 16 32 92 16 2 (]
S$S600-S4-20038 20 38 100 20 2 [ ]
@Stock OAvailable upon Order D Tol
D<6 So
6<D<12 L3
D>12 Soa
Unit (mm)
Workpiece Material
P M 3 S
1234 5 123 123 123 4
CaAElt:)c;/nSﬂee?l’ ATI(I)%){ 2%22{’ Stainless Steel Cast Iron Hea%{ﬁfg}gta nt Titanium Alloys
(<35HRC) (<48HRC)
© © © O O ©

© Most Suitable

() Suitable

Recommended Cutting Data 3 P563
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MILLING TOOLS | Solid Carbide Endmills

SS600-SH4

4 Flutes, Long Shank Length, Square

Workpiece Material

_ ot
] e o E NN
Lo |
L
= =Ll UL
t — '@ FR1 TiAIN @ _
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SS600-SH4-62007 2 60 6 1 O
SS600-SH4-63008 3 60 6 1 O
SS600-SH4-04011 4 11 75 4 2 O
SS600-SH4-05013 5 13 75 6 1 O
SS600-SH4-05016 5 16 60 6 1 O
SS600-SH4-06016 6 16 75 6 2 O
S$S600-SH4-08020 8 20 75 8 2 O
SS600-SH4-08020A 8 20 100 8 2 O
SS600-SH4-10025 10 25 100 10 2 O
SS600-SH4-12026 12 26 100 12 2 O
SS600-SH4-12040 12 40 150 12 2 O
SS600-SH4-16050 16 50 120 16 2 O
SS600-SH4-16050A 16 50 150 16 2 O
SS600-SH4-20050 20 50 150 20 2 O
@Stock OAvailable upon Order D Tol
D<6 02
6<D<12 So3
D~12 S04
Unit (mm)

M

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea}\lrleositant Titanium Alloys
(<35HRC) (<48HRC) y
© O @) O O ©

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P563
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S$S600-S5

5 Flutes, Standard Length, Square

u[fi

o Figl

Solid Carbide Endmills

| MILLING TOOLS

e SN

<= B L L

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
$S600-S5-06016 6 16 50 6 1 [ J
SS600-S5-06016A 6 16 75 6 1 O
$S600-S5-08020 8 20 60 8 1 [ ]
SS600-S5-08020A 8 20 75 8 1 @)
$S600-S5-10025 10 25 75 10 1 o
SS600-S5-10025A 10 25 100 10 1 O
5S600-S5-12026 12 26 83 12 1 [ ]
SS600-S5-12026A 12 26 100 12 1 @)
SS600-S5-16032 16 32 92 16 1 O
SS600-S5-16050 16 50 150 16 1 O
SS600-S5-20038 20 38 100 20 1 O
SS600-S5-20050 20 50 150 20 1 O
SS600-S5-25050 25 50 125 25 1 O
SS600-S5-25050A 25 50 150 25 1 @)

@Stock OAvailable upon Order D Tol
D<6 02
6<D<12 So3
D~12 S04
Unit (mm)
Workpiece Material
P M K H
1234 5 123 123 123 4
CaAm)c;/nS%E%?l’ AI'lcl)c::}{ gﬁggi’ Stainless Steel CastIron Hea"c&lrﬁ)s)jgtant Titanium Alloys
(<35HRC) (<48HRC)
O O ©) O O O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P563
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MILLING TOOLS | Solid Carbide Endmills

SS600-RS4

4 Flutes, Corner Radius, Stub Length

of— <
]

o Figl PR N

@
¥~ =gt UL o
Lc ol

L Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
S$S600-RS4-02001 2 0.1 4 50 4 1 o
SS600-RS4-04002 4 0.2 6 50 4 2 ()
SS600-RS4-06005 6 0.5 10 50 6 2 [
SS600-RS4-08005 8 0.5 12 60 8 2 ([
SS600-RS4-10005 10 0.5 14 60 10 2 [
SS600-RS4-12010 12 1 16 75 12 2 o
SS600-RS4-16010 16 1 22 92 16 2 O
SS600-RS4-20010 20 1 26 100 20 2 O

@Stock OAvailable upon Order D Tol
D<6 302
6<p<12 | §3
D>12 Joa
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeatA{'l%m:tant Titanium Alloys
(<35HRC) (<48HRC) y
© @) @) O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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Solid Carbide Endmills | MILLING TOOLS

SS600-R4

4 Flutes, Corner Radius

N e s
T =~ W

L

%
i =gl-EI UL [

L Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
S$S600-R4-02002 2 0.2 6 50 4 1 ([
SS600-R4-03005 3 0.5 8 50 4 1 (]
SS600-R4-04005 4 0.5 11 50 4 2 [
SS600-R4-64005 4 0.5 11 50 6 1 [ J
SS600-R4-05005 5 0.5 13 50 6 1 ([
SS600-R4-06005 6 0.5 16 50 6 2 ([
S$S600-R4-06010 6 1 16 50 6 2 ([
SS600-R4-06020 6 2 16 50 6 2 O
S$S600-R4-08005 8 0.5 20 60 8 2 ([
SS600-R4-08010 8 1 20 60 8 2 ([
S$S600-R4-08020 8 20 60 8 2 O
SS600-R4-08030 8 20 60 8 2 O
SS600-R4-10005 10 0.5 25 75 10 2 ([
SS600-R4-10010 10 1 25 75 10 2 ([
S$S600-R4-10020 10 25 75 10 2 o
SS600-R4-10030 10 25 75 10 2 O
SS600-R4-12005 12 0.5 26 83 12 2 o

@Stock OAvailable upon Order D Tol

D<6& 02

6<p<12 | Jp3

D>12 S04

Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron HeajcMrleosgtant Titanium Alloys
(<35HRC) (<48HRC) y
@) O © O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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MILLING TOOLS | Solid Carbide Endmills

SS600-R4

4 Flutes, Corner Radius

e -
o —— o re s\ o

Q..
ge==—T =Rt UL |
Le hé ‘ Helix

L Please refer to page 167

) Continuation

Ordering Code D R Lc L d Figure No. Stock
S$S600-R4-12010 12 1 26 83 12 2 ([ J
SS600-R4-12020 12 2 26 83 12 2 ([ J
S$S600-R4-12030 12 3 26 83 12 2 (]
SS600-R4-16005 16 0.5 32 92 16 2 O
SS600-R4-16010 16 1 32 92 16 2 (]
SS600-R4-16015 16 15 32 92 16 2 O
SS600-R4-16020 16 2 32 92 16 2 (]
SS600-R4-16030 16 3 32 92 16 2 O
SS600-R4-16040 16 4 32 92 16 2 O
SS600-R4-16050 16 5 32 92 16 2 O
SS600-R4-20005 20 0.5 38 100 20 2 O
SS600-R4-20010 20 1 38 100 20 2 (]
SS600-R4-20020 20 2 38 100 20 2 (]
S$S600-R4-20030 20 3 38 100 20 2 O
S$S600-R4-20040 20 4 38 100 20 2 O
S$S600-R4-20050 20 5 38 100 20 2 O

@Stock OAvailable upon Order D Tol
D<6 Sm
6<p<12 | §3
p>12 B4
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea'i\lrleom:tant Titanium Alloys
(<35HRC) (<48HRC) y
© @) @) O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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Solid Carbide Endmills | MILLING TOOLS

SS600-RH4

4 Flutes, Corner Radius, Long Shank

UHI— -

Q~
-of  Figl E«m» = % Q
e ———————— -t -

= <= S L L

T
|
Lo "¢

L Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
SS600-RH4-64005 4 0.5 11 75 6 1 O
S$S600-RH4-05010 5 1 13 60 6 1 O
SS600-RH4-06005 6 0.5 16 75 6 2 O
SS600-RH4-06010 6 1 16 75 6 2 O
S$S600-RH4-06020 6 2 16 75 6 2 O
SS600-RH4-08005 8 0.5 20 75 8 2 O
S$S600-RH4-08010 8 1 20 75 8 2 O
SS600-RH4-08020 8 20 75 8 2 O
SS600-RH4-08030 8 20 75 8 2 O
SS600-RH4-10005 10 0.5 25 100 10 2 O
S$S600-RH4-10010 10 1 25 100 10 2 O
SS600-RH4-10020 10 2 25 100 10 2 O
SS600-RH4-10030 10 3 25 100 10 2 O
SS600-RH4-12005 12 0.5 26 100 12 2 O
SS600-RH4-12005A 12 0.5 40 150 12 2 O
SS600-RH4-12010 12 1 26 100 12 2 O
SS600-RH4-12010A 12 1 40 150 12 2 O

@Stock OAvailable upon Order D Tol

D<6& 02

6<p<12 | Jp3

D>12 S04

Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Heag{ﬁf':tant Titanium Alloys
(<35HRC) (<48HRC) Y
@) @) © O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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MILLING TOOLS | Solid Carbide Endmills

SS600-RH4

4 Flutes, Corner Radius, Long Shank

Figl E«m\ — % A
Fig2 °120°
'g Qo] Sl [
hé ‘ Helix
L Please refer to page 167
) Continuation
Ordering Code D R Lc L d Figure No. Stock
SS600-RH4-12020 12 2 26 100 12 2 O
SS600-RH4-12020A 12 2 40 150 12 2 O
S$S600-RH4-12030 12 3 26 100 12 2 O
SS600-RH4-12030A 12 3 40 150 12 2 O
SS600-RH4-16005 16 0.5 50 150 16 2 O
SS600-RH4-16010 16 1 50 150 16 2 O
SS600-RH4-16015 16 15 50 150 16 2 O
SS600-RH4-16020 16 2 50 150 16 2 O
SS600-RH4-16030 16 3 50 150 16 2 O
SS600-RH4-16040 16 4 50 150 16 2 O
SS600-RH4-16050 16 5 50 150 16 2 O
SS600-RH4-20005 20 0.5 38 150 20 2 O
SS600-RH4-20010 20 1 50 150 20 2 O
SS600-RH4-20020 20 2 50 150 20 2 O
S$S600-RH4-20030 20 3 50 150 20 2 O
SS600-RH4-20040 20 4 50 150 20 2 O
S$S600-RH4-20050 20 5 50 150 20 2 O
@Stock OAvailable upon Order D Tol
D<6 S
6<D<12 D3
D>12 Soa
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel, Alloy Steel, i
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea;\lrﬁ)sita nt Titanium Alloys
(<35HRC) (<48HRC) y
© © O O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P563

314 _ GESAC



Solid Carbide Endmills | MILLING TOOLS

SS600-R5

5 Flutes, Corner Radius

L
- O
=AE
Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SS600-R5-06005 6 0.5 16 50 6 1 o
SS600-R5-06005A 6 0.5 16 60 6 1 ([ J
SS600-R5-06005B 6 0.5 16 75 6 1 [
SS600-R5-06010 6 1 16 50 6 1 [ J
SS600-R5-06010A 6 1 16 75 6 1 O
SS600-R5-06020 6 2 16 50 6 1 O
S$S600-R5-06020A 6 2 16 75 6 1 O
SS600-R5-08005 8 0.5 20 60 8 1 ([
SS600-R5-08005A 8 0.5 20 75 8 1 ([
SS600-R5-08010 8 1 20 60 8 1 ([
SS600-R5-08010A 8 1 20 75 8 1 o
SS600-R5-08020 8 2 20 60 8 1 O
SS600-R5-08020A 8 2 20 75 8 1 O
SS600-R5-08030 8 3 20 60 8 1 O
SS600-R5-08030A 8 3 20 75 8 1 O
SS600-R5-10005 10 0.5 25 75 10 1 ([
@Stock OAvailable upon Order D Tol
D<6& 02
6<D<12 803
D>12 S04
Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea;{ﬁf'gtant Titanium Alloys
(<35HRC) (<48HRC) Y
@) O © O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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MILLING TOOLS | Solid Carbide Endmills

SS600-R5

5 Flutes, Corner Radius

== g S e [

Please refer to page 167

) Continuation

Ordering Code D R Lc L d Figure No. Stock
S$S600-R5-10010 10 1 25 75 10 1 o
SS600-R5-10010A 10 1 25 100 10 1 ()
S$S600-R5-10020 10 2 25 75 10 1 O
SS600-R5-10020A 10 2 25 100 10 1 O
S$S600-R5-10030 10 3 25 75 10 1 O
SS600-R5-10030A 10 3 25 100 10 1 O
S$S600-R5-12005 12 0.5 26 83 12 1 o
SS600-R5-12005A 12 0.5 26 100 12 1 O
SS600-R5-12005B 12 0.5 40 150 12 1 O
SS600-R5-12010 12 1 26 83 12 1 o
SS600-R5-12010A 12 1 26 100 12 1 O
SS600-R5-12010B 12 1 40 150 12 1 O
S$S600-R5-12020 12 2 26 83 12 1 o
SS600-R5-12020A 12 2 26 100 12 1 O
SS600-R5-12020B 12 2 40 150 12 1 O
SS600-R5-12030 12 3 26 83 12 1 O

@Stock OAvailable upon Order D Tol
D<6 302
6<D<12 803
D>12 Soa
Unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea;\lrleositant Titanium Alloys
(<35HRC) (<48HRC) y
© O @) O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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Solid Carbide Endmills | MILLING TOOLS

SS600-R5

5 Flutes, Corner Radius

o/ —

= g 3 e [

Please refer to page 167

) Continuation

Ordering Code D R Lc L d Figure No. Stock
SS600-R5-12030A 12 3 26 100 12 1 O
SS600-R5-12030B 12 3 40 150 12 1 O
SS600-R5-16005 16 0.5 32 92 16 1 O
SS600-R5-16005A 16 0.5 50 150 16 1 O
S$S600-R5-16010 16 1 32 92 16 1 ([
SS600-R5-16010A 16 1 50 150 16 1 O
S$S600-R5-16020 16 2 32 92 16 1 ([
SS600-R5-16020A 16 2 50 150 16 1 O
SS600-R5-16030 16 3 32 92 16 1 ([
SS600-R5-16030A 16 3 50 150 16 1 O
S$S600-R5-16040 16 4 32 92 16 1 O
SS600-R5-16040A 16 4 50 150 16 1 O
SS600-R5-16050 16 5 32 92 16 1 O
SS600-R5-16050A 16 5 50 150 16 1 O
S$S600-R5-20005 20 0.5 38 100 20 1 O
SS600-R5-20005A 20 0.5 50 150 20 1 O

@Stock OAvailable upon Order D Tol
D<6 002
6<D<12 803
0>12 S04
Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Heag{ﬁf':tant Titanium Alloys
(<35HRC) (<48HRC) Y
@) O © O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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MILLING TOOLS | Solid Carbide Endmills

SS600-R5

5 Flutes, Corner Radius

== g S e [

Please refer to page 167

) Continuation

Ordering Code D R Lc L d Figure No. Stock
S$S600-R5-20010 20 1 38 100 20 1 o
SS600-R5-20010A 20 1 50 150 20 1 O
S$S600-R5-20020 20 2 38 100 20 1 O
SS600-R5-20020A 20 2 50 150 20 1 O
S$S600-R5-20030 20 3 38 100 20 1 O
SS600-R5-20030A 20 3 50 150 20 1 O
S$S600-R5-20040 20 4 38 100 20 1 O
SS600-R5-20040A 20 4 50 150 20 1 O
S$S600-R5-20050 20 5 38 100 20 1 O
SS600-R5-20050A 20 5 50 150 20 1 O
S$S600-R5-25010 25 1 50 125 25 1 O
SS600-R5-25020 25 2 50 125 25 1 O
SS600-R5-25030 25 3 50 125 25 1 O
SS600-R5-25040 25 4 50 125 25 1 O
S$S600-R5-25050 25 5 50 125 25 1 O

@Stock OAvailable upon Order D Tol
D<6 S0
6<D<12 D3
D>12 Soa
Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, e
Alloy Steel Tool Steel Stainless Steel Cast Iron Hea}\lrleositant Titanium Alloys
(<35HRC) (<48HRC) y
© O @) O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P563

318 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SS600-B4

4 Flutes, Ballnose

L

&«
- @ el 2] Una
‘ Lo Ballnose

T

L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SS600-B4-02004 2 1 4 50 4 1 ([
SS600-B4-04008 4 2 8 50 4 2 [ J
SS600-B4-06012 6 3 12 50 6 2 O
SS600-B4-08014 8 4 14 60 8 2 O
SS600-B4-10018 10 5 18 75 10 2 O
SS600-B4-12022 12 6 22 75 12 2 O
SS600-B4-16030 16 8 30 100 16 2 O
SS600-B4-20038 20 10 38 100 20 2 @)
@Stock OAvailable upon Order R Tol
R=1 +0.02
Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel, Alloy Steel, :
Alloy Steel Tool Steel’ Stainless Steel Cast Iron Heaf&{ﬁf'gtant Titanium Alloys
(<35HRC) (<48HRC) Y
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P563
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MILLING TOOLS | Solid Carbide Endmills

UA100-S2

2 Flutes, Standard Length, Square
of

e -
e L E =L UL U

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

UA100-52-01003 1 3 50 4 1 (
UA100-S2-01504 13 4 50 4 1 o
UA100-S2-02006 2 6 50 4 1 [
UA100-S2-03009 3 9 50 4 1 ()
UA100-52-63009 3 9 50 6 1 o
UA100-S2-04006 4 6 50 4 2 ({
UA100-S2-04011 4 11 50 4 2 ()
UA100-S2-64011 4 11 50 6 1 o
UA100-S2-04512 4.5 12 50 6 1 o
UA100-S2-05013 5 13 50 6 i ()
UA100-S2-05516 5.5 16 50 6 1 ()
UA100-52-06006 6 6 50 6 2 o
UA100-S2-06012 6 12 50 6 2 ([
UA100-S2-06016 6 16 50 6 2 o
UA100-52-07020 T 20 60 8 1 o
UA100-S2-08020 8 20 60 8 2 o
UA100-52-09023 9 23 75 10 1 ([
UA100-S2-10025 10 25 75 10 2 o
UA100-S2-12030 12 30 75 12 2 o
UA100-S2-16036 16 36 100 16 2 o
UA100-52-20045 20 45 100 20 2 ()

@Stock OAvailable upon Order D Tol

<2 8oy

D>12 803

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron A“Xlrl‘(')n |Sum CAOI opir Graphite
(<35HRC) (<48HRC) y y

© (©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P564
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Solid Carbide Endmills | MILLING TOOLS

UA100-SL2

2 Flutes, Long Flute Length, Square
Hi%|m
o _ ﬂ Figl
‘ Lc
L

S
T =l LU

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UA100-SL2-02020 2 20 75 4 1 o
UA100-SL2-03025 3 25 75 4 1 o
UA100-SL2-04030 4 30 75 4 2 o
UA100-SL2-05030 5 30 75 6 1 ()
UA100-SL2-06035 6 35 75 6 2 (
UA100-SL2-08040 8 40 100 8 2 (
UA100-SL2-10045 10 45 100 10 2 ([
UA100-SL2-12050 12 50 100 12 2 ([
UA100-SL2-16060 16 60 150 16 2 ([
UA100-SL2-20070 20 70 150 20 2 ([

@Stock OAvailable upon Order D Tol
D<12 S
D>12 Sos

Unit (mm)

Workpiece Material

M K

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluAngm:m Sﬁ podd Graphite
(<35HRC) (<48HRC) y y
© ©

© Most Suitable

() Suitable

Recommended Cutting Data 3 P564
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MILLING TOOLS | Solid Carbide Endmills

UA100-SH2

2 Flutes, with Long Shank, Square

.
e Tow

L

T - %I = @5 UL [u]

Figl -~ > e

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
UA100-SH2-02006 2 75 4 1 [ J
UA100-SH2-03009 3 75 4 1 [ J
UA100-SH2-04010 4 10 75 4 2 [ J
UA100-SH2-04011 4 11 75 4 2 [ J
UA100-SH2-06015 6 15 75 6 2 [ ]
UA100-SH2-06016 6 16 75 6 2 (]
UA100-SH2-08020 8 20 100 8 2 [ ]
UA100-SH2-10025 10 25 100 10 2 o
UA100-SH2-12030 12 30 100 12 2 o
UA100-SH2-16036 16 36 150 16 2 o
UA100-SH2-20045 20 45 150 20 2 O
@Stock OAvailable upon Order D Tol
D<12 Lo
D>12 So3
Unit (mm)

Workpiece Material

M K

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Altmgn o CAOI pod Graphite
(<35HRC) (<48HRC) y Yy
@ ©

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P564
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Solid Carbide Endmills | MILLING TOOLS

UA100-S3

3 Flutes, Square

o
o~ ERR

L

] N C =i L L U]

‘ Lc

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

UA100-S3-01003 1 3 50 4 1 o
UA100-S3-01504 1.5 4 50 4 1 o
UA100-S3-02006 2 6 50 4 1 [
UA100-S3-02508 2.5 8 50 4 1 [
UA100-S3-03009 3 9 50 4 1 ([
UA100-S3-63009 3 9 50 6 2 ([
UA100-S3-04011 4 11 50 4 2 ([
UA100-S3-64011 4 11 50 6 1 o
UA100-S3-05013 5 13 50 6 1 ([
UA100-S3-06012 6 12 50 6 2 o
UA100-S3-06016 6 16 50 6 2 ([
UA100-S3-07020 7 20 60 8 1 o
UA100-S3-08020 8 20 60 8 2 o
UA100-S3-09023 9 23 75 10 1 o
UA100-S3-10025 10 25 75 10 2 o
UA100-S3-12030 12 30 75 12 2 o
UA100-S3-16036 16 36 100 16 2 o
UA100-S3-18038 18 38 100 18 2 o
UA100-S3-20045 20 45 100 20 2 o

@Stock OAvailable upon Order D Tl

p<12 S

p>12 S03

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron AluAngn'é‘m %ﬁ podd Graphite
(<35HRC) (<48HRC) Yy Y
© O

© Most Suitable () Suitable

Recommended Cutting Data 3 P565
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MILLING TOOLS | Solid Carbide Endmills

UA100-SL3

3 Flutes, Long Flute, Square

o — Sﬁwd
] Lc
L
g —Sadd Q- L
. =z L
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
UA100-SL3-02020 2 20 75 4 1 o
UA100-SL3-03025 3 25 75 4 1 ()
UA100-SL3-04030 4 30 75 4 2 ([
UA100-SL3-05030 5 30 75 6 1 (
UA100-SL3-06035 6 35 75 6 2 (
UA100-SL3-08040 8 40 100 8 2 ([
UA100-SL3-10045 10 45 100 10 2 o
UA100-SL3-12050 12 50 100 12 2 [
UA100-SL3-16060 16 60 150 16 2 (
UA100-SL3-20070 20 70 150 20 2 ([
@Stock OAvailable upon Order D Tol
D<12 S
D>12 803
Unit (mm)

Workpiece Material

M K

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron A“XH(T o CA? pod Graphite
(<35HRC) (<48HRC) y y
@ ©

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P565
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Solid Carbide Endmills |

MILLING TOOLS

UA100-SH3

3 Flutes, Long Shank, Square

\LZ)?/\
ulﬂi - \4%?( Figl

L

== = ULl

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
UA100-SH3-02008 2 8 75 4 1 o
UA100-SH3-03010 3 10 75 4 1 o
UA100-SH3-04012 4 12 75 4 2 o
UA100-SH3-06016 6 16 75 6 2 (]
UA100-SH3-08020 8 20 100 8 2 (]
UA100-SH3-10025 10 25 100 10 2 ([
UA100-SH3-12030 12 30 100 12 2 o
UA100-SH3-16036 16 36 150 16 2 ([
UA100-SH3-20045 20 45 150 20 2 ([

@Stock OAvailable upon Order D Tol
D<12 Lo
D>12 So3

Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluAngm:m Sﬁ podd Graphite
(<35HRC) (<48HRC) y y
© @)
© Most Suitable O Suitable

Recommended Cutting Data 3 P565
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MILLING TOOLS | Solid Carbide Endmills

UA100-R2

2 Flutes, Corner Radius

LOK

& >
S W Figl b_ —
- ol e L\

SO =L LU

|

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
UA100-R2-01001 1 3 0.1 50 4 1 o
UA100-R2-02002 2 6 0.2 50 4 1 ([
UA100-R2-03002 3 9 0.2 50 4 1 O
UA100-R2-03003 3 9 0.3 50 4 1 ([
UA100-R2-63003 3 9 0.3 50 6 1 [
UA100-R2-03005 3 9 0.5 50 4 1 O
UA100-R2-63005 3 9 0.5 50 6 1 ([
UA100-R2-04002 4 11 0.2 50 4 2 ([
UA100-R2-04003 4 11 0.3 50 4 2 o
UA100-R2-64003 4 11 0.3 50 6 1 o
UA100-R2-04005 4 11 0.5 50 4 2 O
UA100-R2-64005 4 11 0.5 50 6 1 o
UA100-R2-04010 4 11 1 50 4 2 (]
UA100-R2-05002 5 13 0.2 50 6 1 o

@Stock OAvailable upon Order D Tol

b<12 S0

b>12 803

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Al%mgn |sum (f,_{)l opir Graphite
(<35HRC) (<48HRC) Y Yy

© (@)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P564
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Solid Carbide Endmills | MILLING TOOLS

UA100-R2

2 Flutes, Corner Radius
i

«
oo e e
‘ Le — " B .
Fig2
=] LU
— S

L Please refer to page 167

"
A

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UA100-R2-05003 5 13 0.3 50 6 1 ([ ]
UA100-R2-05005 5 13 0.5 50 6 1 o
UA100-R2-05010 5 13 1 50 6 1 ([
UA100-R2-05015 5 13 1.5 50 6 1 ([
UA100-R2-06005 6 16 0.5 50 6 2 o
UA100-R2-06010 6 16 1 50 6 2 o
UA100-R2-06015 6 16 1.5 50 6 2 ([
UA100-R2-06020 6 16 2 50 6 2 ([
UA100-R2-08005 8 20 0.5 60 8 2 o
UA100-R2-08010 8 20 1 60 8 2 o
UA100-R2-08015 8 20 1.5 60 8 2 O
UA100-R2-08020 8 20 2 60 8 2 ([ ]
UA100-R2-10005 10 25 0.5 75 10 2 o
UA100-R2-10010 10 25 1 75 10 2 [
UA100-R2-10015 10 25 1.5 75 10 2 [
UA100-R2-10020 10 25 2 75 10 2 [

@Stock OAvailable upon Order D Tol
D<12 8o
D>12 803

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron AIuArI%m:m Cpﬂ opesr Graphite
(<35HRC) (<48HRC) Y y
© ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P564
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MILLING TOOLS | Solid Carbide Endmills

UA100-R2

2 Flutes, Corner Radius

LOK

o S
”Jﬂi *\% Figl ?_\\j\‘\\":
Lc J — : "k\ ‘\

L

<«

a Fig2

2 =] LU
Nt =

L Please refer to page 167

|

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UA100-R2-10025 10 25 2.5 75 10 2 (
UA100-R2-12005 12 30 0.5 75 12 2 o
UA100-R2-12010 12 30 1 75 12 2 o
UA100-R2-12015 12 30 1.5 75 12 2 o
UA100-R2-12020 12 30 2 75 12 2 o
UA100-R2-12025 12 30 2.5 75 12 2 o
UA100-R2-16005 16 36 0.5 100 16 2 o
UA100-R2-16010 16 36 1 100 16 2 O
UA100-R2-16015 16 36 1.5 100 16 2 O
UA100-R2-16020 16 36 2 100 16 2 o
UA100-R2-16025 16 36 2.5 100 16 2 o
UA100-R2-20005 20 45 0.5 100 20 2 o
UA100-R2-20010 20 45 1 100 20 2 o
UA100-R2-20015 20 45 1.5 100 20 2 [
UA100-R2-20020 20 45 2 100 20 2 O
UA100-R2-20030 20 45 3 100 20 2 O

@Stock OAvailable upon Order D Tol
D<12 So
D>12 L3

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Al%mgn |sum (f,_{)l opir Graphite
(<35HRC) (<48HRC) Y Yy

© (@)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P564
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Solid Carbide Endmills | MILLING TOOLS

UA100-RH2

2 Flutes, Corner Radius, Long Shank

of S .
U] ﬂi - \4’% Figl M;\Q\X{:
- Lo |

L

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
UA100-RH2-06005 6 16 0.5 75 6 2 o
UA100-RH2-06010 6 16 1 75 6 2 (]
UA100-RH2-06015 6 16 1.5 75 6 2 o
UA100-RH2-06020 6 16 2 75 6 2 (]
UA100-RH2-08005 8 20 0.5 100 8 2 o
UA100-RH2-08010 8 20 1 100 8 2 (]
UA100-RH2-08015 8 20 1.5 100 8 2 o
UA100-RH2-08020 8 20 2 100 8 2 (]
UA100-RH2-10005 10 25 0.5 100 10 2 o
UA100-RH2-10010 10 25 1 100 10 2 {
UA100-RH2-10015 10 25 1.5 100 10 2 (]
UA100-RH2-10020 10 25 2 100 10 2 (]
UA100-RH2-10025 10 25 2.5 100 10 2 O
UA100-RH2-12005 12 30 0.5 100 12 2 (]

@Stock OAvailable upon Order D Tol

D<12 002

D>12 803

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel CastIron AluAnlwlgnlsum %Ol opir Graphite
(<35HRC) (<48HRC) Yy Y
©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P564

GESAC _ 329




MILLING TOOLS | Solid Carbide Endmills

UA100-RH2

2 Flutes, Corner Radius, Long Shank

- of 2

L

T <§ - = SSME

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UA100-RH2-12010 12 30 1 100 12 2 O
UA100-RH2-12015 12 30 15 100 12 2 O
UA100-RH2-12020 12 30 2 100 12 2 [
UA100-RH2-12025 12 30 2.5 100 12 2 O
UA100-RH2-16005 16 36 0.5 150 16 2 o
UA100-RH2-16010 16 36 1 150 16 2 O
UA100-RH2-16015 16 36 1.5 150 16 2 O
UA100-RH2-16020 16 36 2 150 16 2 O
UA100-RH2-16025 16 36 2.5 150 16 2 O
UA100-RH2-20005 20 45 0.5 150 20 2 ([
UA100-RH2-20010 20 45 1 150 20 2 [
UA100-RH2-20015 20 45 15 150 20 2 o
UA100-RH2-20020 20 45 2 150 20 2 O
UA100-RH2-20030 20 45 3 150 20 2 O

@Stock OAvailable upon Order D Tol
D<12 Lo
D>12 So3

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Altmgn o CAci her Graphite
(<35HRC) (<48HRC) Yy Yy
@) ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P564
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Solid Carbide Endmills | MILLING TOOLS

UA100-R3

3 Flutes, Corner Radius

Figl

i
1
i)

r—
-
o

" =2 SR
hé

Please refer to page 167

'_
-
o

Ordering Code D Lc R L d Figure No. Stock
UA100-R3-01001 1 3 0.1 50 4 1 [ ]
UA100-R3- 02002 2 6 0.2 50 4 1 (]
UA100-R3- 03002 3 9 0.2 50 4 1 [ ]
UA100-R3- 03003 3 9 0.3 50 4 1 (]
UA100-R3- 03005 3 9 0.5 50 4 1 [ ]
UA100-R3- 04002 4 11 0.2 50 4 2 (]
UA100-R3- 04003 4 11 0.3 50 4 2 o
UA100-R3- 04005 4 11 0.5 50 4 2 (]
UA100-R3- 04010 4 11 1 50 4 2 [ ]
UA100-R3- 05002 5 13 0.2 50 6 1 (]
UA100-R3- 05003 5 13 0.3 50 6 1 [ ]
UA100-R3- 05005 5 13 0.5 50 6 1 o
UA100-R3- 05010 5 13 1 50 6 1 o
UA100-R3-05015 5 13 1.5 50 6 1 (]
UA100-R3-06005 6 16 0.5 50 6 2 o
UA100-R3-06010 6 16 1 50 6 2 o

@Stock OAvailable upon Order D Tol
D<12 Se
p>12 S03

Unit (mm)
Workpiece Material
P M 3 N
1234 5 123 123 123 4 5
CaAElt:)c;/nSitegel)l’ ATlcl)%){ gggg{’ Stainless Steel Cast Iron All}ml’nium CACI per Graphite
(<35HRC) (<48HRC) ys oys
© @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P565
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MILLING TOOLS | Solid Carbide Endmills

UA100-R3

3 Flutes, Corner Radius

Figl

SN T =] L o

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UA100-R3-06015 6 16 15 50 6 2 [
UA100-R3-06020 6 16 2 50 6 2 (
UA100-R3-08005 8 20 0.5 60 8 2 (
UA100-R3-08010 8 20 1 60 8 2 (
UA100-R3-08015 8 20 1.5 60 8 2 ([
UA100-R3-08020 8 20 2 60 8 2 o
UA100-R3-08030 8 20 3 60 8 2 o
UA100-R3-10005 10 25 0.5 75 10 2 o
UA100-R3-10010 10 25 1 75 10 2 o
UA100-R3-10015 10 25 1.5 75 10 2 o
UA100-R3-10020 10 25 2 75 10 2 o
UA100-R3-10025 10 25 2.5 75 10 2 o
UA100-R3-10030 10 25 3 75 10 2 o
UA100-R3-12005 12 30 0.5 75 12 2 o
UA100-R3-12010 12 30 1 75 12 2 o
UA100-R3-12015 12 30 1.5 75 12 2 o

@Stock OAvailable upon Order D Tol
D<12 S
D>12 203
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5

CaAT%;/nS%E%‘IEL AI!(ID%){ gggg{’ Stainless Steel CastIron Ale?(i)nium CAOI per Graphite

(<35HRC) (<48HRC) ys oys

©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P565
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Solid Carbide Endmills | MILLING TOOLS

UA100-R3

3 Flutes, Corner Radius

of @
S E——r
‘ Lc o

- @
NN
gk S S =l <] UL [ul
L [
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
UA100-R3-12020 12 30 2 75 12 2 [ ]
UA100-R3-12025 12 30 2.5 75 12 2 (]
UA100-R3-12030 12 30 3 75 12 2 o
UA100-R3-16005 16 36 0.5 100 16 2 o
UA100-R3-16010 16 36 1 100 16 2 [
UA100-R3-16015 16 36 1.5 100 16 2 O
UA100-R3-16020 16 36 2 100 16 2 [ ]
UA100-R3-16025 16 36 2.5 100 16 2 O
UA100-R3-16030 16 36 3 100 16 2 [ ]
UA100-R3-20005 20 45 0.5 100 20 2 @)
UA100-R3-20010 20 45 1 100 20 2 [ ]
UA100-R3- 20015 20 45 1.5 100 20 2 O
UA100-R3-20020 20 45 2 100 20 2 o
UA100-R3- 20030 20 45 3 100 20 2 ([ J
@Stock OAvailable upon Order D Tol
p<12 802
D>12 803
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron Allf,_\rirf(')n'sljm %ﬂ opir Graphite
(<35HRC) (<48HRC) Yy Y
©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P565
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MILLING TOOLS | Solid Carbide Endmills

UA100-RH3

3 Flutes, Corner Radius, Long Shank

of @
S — % Figh e

L
_
g B E ~<=ad o] L ()
LC hé Helix
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
UA100-RH3-06005 6 16 0.5 75 6 2 o
UA100-RH3-06010 6 16 1 75 6 2 (
UA100-RH3-06015 6 16 1.5 75 6 2 o
UA100-RH3-06020 6 16 2 75 6 2 (
UA100-RH3-08005 8 20 0.5 100 8 2 ([
UA100-RH3-08010 8 20 1 100 8 2 ([
UA100-RH3-08015 8 20 1.5 100 8 2 ([
UA100-RH3-08020 8 20 2 100 8 2 o
UA100-RH3-10005 10 25 0.5 100 10 2 o
UA100-RH3-10010 10 25 1 100 10 2 o
UA100-RH3-10015 10 25 1.5 100 10 2 o
UA100-RH3-10020 10 25 2 100 10 2 o
UA100-RH3-10025 10 25 2.5 100 10 2 o
UA100-RH3-12005 12 30 0.5 100 12 2 o
@Stock OAvailable upon Order D Tol
bs12 B0
b>12 803
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel CastIron AIL"A'TI'(')n |sum CAOI opir Graphite
(<35HRC) (<48HRC) Yy Yy
©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P565
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Solid Carbide Endmills | MILLING TOOLS

UA100-RH3

3 Flutes, Corner Radius, Long Shank

bl @
S — H&f{ Figa e NS

L

I B CR CriEpEm

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
UA100-RH3-12010 12 30 1 100 12 2 [ ]
UA100-RH3-12015 12 30 1.5 100 12 2 ([ J
UA100-RH3-12020 12 30 2 100 12 2 (]
UA100-RH3-12025 12 30 2.5 100 12 2 (]
UA100-RH3-16005 16 36 0.5 150 16 2 O
UA100-RH3-16010 16 36 1 150 16 2 O
UA100-RH3-16015 16 36 1.5 150 16 2 o
UA100-RH3-16020 16 36 2 150 16 2 o
UA100-RH3-16025 16 36 2.5 150 16 2 o
UA100-RH3-20005 20 45 0.5 150 20 2 o
UA100-RH3-20010 20 45 1 150 20 2 o
UA100-RH3-20015 20 45 1.5 150 20 2 o
UA100-RH3-20020 20 45 2 150 20 2 O
UA100-RH3-20030 20 45 3 150 20 2 o

@Stock OAvailable upon Order D Tol
D<12 302
p>12 $03

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel CastIron AluAnlwlgnlsum %Ol opir Graphite
(<35HRC) (<48HRC) Yy Y
©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P565
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MILLING TOOLS | Solid Carbide Endmills

UA100-B2

2 Flutes, Ballnose

of R
o m Fig ———
L
R
) — - Fig2 0
== - =k U
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
UA100-B2-01002 1 2 0.5 50 4 1 o
UA100-B2-02004 2 4 1 50 4 1 (
UA100-B2-03006 3 6 1.5 50 4 1 ([
UA100-B2-63006 3 6 1.5 50 6 1 (
UA100-B2-04008 4 8 50 4 2 (
UA100-B2-64008 4 8 50 6 1 (
UA100-B2-05010 5 10 2.5 50 6 1 o
UA100-B2-06012 6 12 3 50 6 2 o
UA100-B2-07014 7 14 3.5 60 8 1 o
UA100-B2-08014 8 14 4 60 8 2 o
UA100-B2-09016 9 16 4.5 75 10 1 o
UA100-B2-10018 10 18 75 10 2 o
UA100-B2-12022 12 22 75 12 2 o
UA100-B2-16026 16 26 100 16 2 o
@Stock OAvailable upon Order R Tol
R<3 +0.015
R>3 +0.02
Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Allmgn o CAci pod Graphite
(<35HRC) (<48HRC) y y
@) @

© Most Suitable () Suitable

Recommended Cutting Data ¢ P566
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Solid Carbide Endmills | MILLING TOOLS

SA100-S3

3 Flutes, Standard Length, Square

Bl

| S
N gl
u[ ol e @RN N
‘ Lc
L
o " — [a) Fig2
e 1 - =QF0 UL [
‘ Lc " S m
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SA100-S3-03009 3 9 50 6 1 o
SA100-S3-04011 4 11 50 6 1 o
SA100-S3-05013 5 13 50 6 1 o
SA100-S3-06012 6 12 50 6 2 o
SA100-S3-06016 6 16 50 6 2 o
SA100-S3-08020 8 20 60 8 2 o
SA100-S3-10025 10 25 75 10 2 o
SA100-S3-12030 12 30 75 12 2 o
SA100-S3-16036 16 36 100 16 2 o
SA100-S3-20045 20 45 100 20 2 ([ ]
@Stock OAvailable upon Order D Tol
D<10 Sa
D>10 802
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron AluAngm:m Sﬁ podd Graphite
(<35HRC) (<48HRC) y y
© @)

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P566

GESAC _ 337




MILLING TOOLS | Solid Carbide Endmills

SA160-S3 &

3 Flutes, Standard Length, Square

s

<=l L

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SA160-S3-04011 4 11 50 4 1 o
SA160-S3-06016 6 16 50 6 1 [ J
SA160-S3-06018 6 18 50 6 1 ([
SA160-S3-08020 8 20 60 8 1 [ J
SA160-S3-08024 8 24 60 8 1 o
SA160-S3-10025 10 25 70 10 1 [ J
SA160-S3-10030 10 30 70 10 1 o
SA160-S3-12030 12 30 75 12 1 [ J
SA160-S3-12036 12 36 75 12 1 O
SA160-S3-16036 16 36 100 16 1 O
SA160-S3-20045 20 45 100 20 1 O

@Stock OAvailable upon Order D Tol
D<10 So1
D>10 30

Unit(mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Alum”lngn |Sum (5’\01 opir Graphite
(<35HRC) (<48HRC) Y Yy
O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P566
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Solid Carbide Endmills | MILLING TOOLS

SA160-SL3 =

3 Flutes, Long Flute, Square

| L =i L

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SA160-SL3-04020 4 20 60 1 O
SA160-SL3-06030 6 30 75 1 O
SA160-SL3-08040 8 40 75 1 O
SA160-SL3-10050 10 50 100 10 1 O
SA160-SL3-12060 12 60 100 12 1 O
SA160-SL3-16080 16 80 140 16 1 O
SA160-SL3-20080 20 80 150 20 1 O

@Stock OAvailable upon Order D Tol
D<10 o1
D-10 0.02
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel CastIron AluAnlwkl)nlsum CAOI per Graphite
(<35HRC) (<48HRC) Yy oys
©)

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P566
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MILLING TOOLS | Solid Carbide Endmills

SA160-S4 &

4 Flutes, Standard Length, Square

—_— j Figl .

u| fr
Lc

| E— =prl oL

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SA160-54-04011 4 11 50 1 o
SA160-S4-06016 6 16 50 1 o
SA160-54-08020 8 20 60 1 o
SA160-S4-10025 10 25 70 10 1 o
SA160-S4-12030 12 30 75 12 1 o
SA160-S4-16036 16 36 100 16 1 O
SA160-S4-20045 20 45 100 20 1 O

@Stock OAvailable upon Order D Tol
bs10 0.01
D>10 3.02

Unit(mm)

Workpiece Material

M K

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Alum”lngn |sum (f‘ﬁ opir Graphite
(<35HRC) (<48HRC) Y Yy
O

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P566
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Solid Carbide Endmills | MILLING TOOLS

SA160-SS4 =

4 Flutes, Stub Length, Square

—_— j Figl .

1,| 1r
Lc

T =g L

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SA160-SS4-04008 4 8 50 4 1 o
SA160-SS4-06012 6 12 50 1 o
SA160-SS4-08015 8 15 50 1 o
SA160-SS4-10015 10 15 50 10 1 ( J
SA160-SS4-12015 12 15 50 12 1 O
SA160-SS4-16020 16 20 60 16 1 O
SA160-SS4-20030 20 30 75 20 1 O

@Stock OAvailable upon Order D Tol
D<10 8o
D>10 302

Unit(mm)

Workpiece Material

M K

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel CastIron AluAnlwkl)nlsum CA? Ope;r Graphite
(<35HRC) (<48HRC) Yy Yy
©)

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P566

GESAC __ 341




MILLING TOOLS | Solid Carbide Endmills

SA210-WR =

3 Flutes, Corner Radius ,Long Neck

Q. of
‘ Lc o
L1
| = Q] UL |u

Please refer to page 167

d2

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA210-WR-12010 12 1 16 48 11.5 100 12 1 o
SA210-WR-12020 12 2 16 48 11.5 100 12 1 (]
SA210-WR-12030 12 3 16 48 11.5 100 12 1 ([ J
SA210-WR-16010 16 1 20 65 15.2 115 16 1 [ J
SA210-WR-16010A 16 1 24 42 15.2 92 16 1 o
SA210-WR-16020 16 2 20 65 15.2 115 16 1 O
SA210-WR-16020A 16 2 24 42 15.2 92 16 1 ([ J
SA210-WR-16030 16 3 20 65 15.2 115 16 1 [ J
SA210-WR-16030A 16 3 24 42 15.2 92 16 1 (]
SA210-WR-20010 20 1 25 73 19 125 20 1 [ J
SA210-WR-20010A 20 1 30 52 19 104 20 1 [
SA210-WR-20020 20 2 25 73 19 125 20 1 [ J
SA210-WR-20020A 20 2 30 52 19 104 20 1 o
SA210-WR-20020B 20 2 20 88 19 140 20 1 [ ]
SA210-WR-20030 20 3 25 73 19 125 20 1 o

@Stock OAvailable upon Order D Tol
D<16 805
D>16 S
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron Alh'm(')n |Sum C/_{)I opesr Graphite
(<35HRC) (<48HRC) Y Yy
O

© Most Suitable () Suitable

Recommended Cutting Data 3 P567
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Solid Carbide Endmills | MILLING TOOLS

SA210-WR =

3 Flutes, Corner Radius ,Long Neck

%
| =g mm

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA210-WR-20030A 20 3 30 52 19 104 20 1 o
SA210-WR-20030B 20 3 20 88 19 140 20 1 ([
SA210-WR-20040 20 4 25 73 19 125 20 1 o
SA210-WR-20050 20 5 25 73 19 125 20 1 O
SA210-WR-20050A 20 5 30 52 19 104 20 1 o
SA210-WR-25010 25 1 30 72 23.75 130 25 1 o
SA210-WR-25010B 25 1 25 92 23.75 150 25 1 o
SA210-WR-25020 25 2 30 72 23.75 130 25 1 o
SA210-WR-25020A 25 2 37 52 23.75 110 25 1 [
SA210-WR-25020B 25 2 25 92 23.75 150 25 1 [
SA210-WR-25030 25 3 30 72 23.75 130 25 1 (
SA210-WR-25030A 25 3 37 52 23.75 110 25 1 (
SA210-WR-25030B 25 3 25 92 23.75 150 25 1 ([
SA210-WR-25030C 25 3 35 100 23.75 150 25 1 o
SA210-WR-25030D 25 3 35 80 23.75 135 25 1 o

@Stock OAvailable upon Order D Tol
D<16 805
D>16 B.06
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron AIUA'H(')n |Sum CA(I ope;r Graphite
(<35HRC) (<48HRC) Yy Yy
©)

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P567
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MILLING TOOLS | Solid Carbide Endmills

SA210-WR =

3 Flutes, Corner Radius ,Long Neck

e~ T =
J SriSEEmm

Please refer to page 167

d2

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA210-WR-25040 25 4 30 72 23.75 130 25 1 (
SA210-WR-25040A 25 4 37 52 23.75 110 25 1 o
SA210-WR-25040B 25 4 25 92 23.75 150 25 1 [
SA210-WR-25050 25 5 30 72 23.75 130 25 1 ([

@Stock OAvailable upon Order D Tol
D<16 905
p-16 806
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron Alh'm(')n |Sum (5’\01 opesr Graphite
(<35HRC) (<48HRC) Y y
O

© Most Suitable () Suitable

Recommended Cutting Data 3 P567
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Solid Carbide Endmills | MILLING TOOLS

SA210-WR-IC =

3 Flutes, Corner Radius,Long Neck Length (Inner Cooling with Coating)
< i 3 \“—.]
'cl /; N%E Figl o
W ‘ Lc
L1 "
e =al-E1 0L

Please refer to page 167

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA210-WR-1C-12010 12 1 16 48 11.5 100 12 1 O
SA210-WR-1C-12020 12 2 16 48 115 100 12 1 O
SA210-WR-1C-12030 12 3 16 48 115 100 12 1 (
SA210-WR-1C-16010 16 1 20 65 15.2 115 16 1 O
SA210-WR-IC-16010A 16 1 24 42 15.2 92 16 1 O
SA210-WR-IC-16020 16 2 20 65 15.2 115 16 1 O
SA210-WR-IC-16020A 16 2 24 42 15.2 92 16 1 O
SA210-WR-IC-16030 16 3 20 65 15.2 115 16 1 ([
SA210-WR-IC-16030A 16 3 24 42 15.2 92 16 1 [
SA210-WR-IC-20010 20 1 25 73 19 125 20 1 O
SA210-WR-IC-20010A 20 1 30 52 19 104 20 1 O
SA210-WR-IC-20020 20 2 25 73 19 125 20 1 O
SA210-WR-IC-20020A 20 2 30 52 19 104 20 1 O
SA210-WR-IC-20020B 20 2 20 88 19 140 20 1 O
SA210-WR-1C-20030 20 3 25 73 19 125 20 1 o

@Stock OAvailable upon Order D Tol
D<16 805
D>16 2.06
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron AIUA'H(')n |Sum CA(I ope;r Graphite
(<35HRC) (<48HRC) Yy Yy
©)

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P567

GESAC __ 345




MILLING TOOLS | Solid Carbide Endmills

SA210-WR-IC =

3 Flutes, Corner Radius,Long Neck Length (Inner Cooling with Coating)

T a h&i}

DI Figl

W ‘ Lc
L1 !

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA210-WR-1C-20030A 20 3 30 52 19 104 20 1 o
SA210-WR-1C-20030B 20 3 20 88 19 140 20 1 ()
SA210-WR-1C-20040 20 4 25 73 19 125 20 1 O
SA210-WR-1C-20050 20 5 25 73 19 125 20 1 O
SA210-WR-1C-20050A 20 5 30 52 19 104 20 1 O
SA210-WR-1C-25010 25 1 30 72 23.75 130 25 1 O
SA210-WR-IC-25010B 25 1 25 92 23.75 150 25 1 O
SA210-WR-IC-25020 25 2 30 72 23.75 130 25 1 O
SA210-WR-IC-25020A 25 2 37 52 23.75 110 25 1 O
SA210-WR-IC-25020B 25 2 25 92 23.75 150 25 1 O
SA210-WR-IC-25030 25 3 30 72 23.75 130 25 1 o
SA210-WR-IC-25030A 25 3 37 52 23.75 110 25 1 o
SA210-WR-IC-25030B 25 3 25 92 23.75 150 25 1 o
SA210-WR-1C-25030C 25 3 35 100 23.75 150 25 1 o
SA210-WR-IC-25030D 25 3 35 80 23.75 135 25 1 o

@Stock OAvailable upon Order D Tol
o<16 8o
D>16 906
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron Alh'm(')n |sum C/_{)I opesr Graphite
(<35HRC) (<48HRC) Y Yy
O

© Most Suitable () Suitable

Recommended Cutting Data 3 P567
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Solid Carbide Endmills | MILLING TOOLS

SA210-WR-IC =

3 Flutes, Corner Radius,Long Neck Length (Inner Cooling with Coating)

& h w\ \
— g o[ Figl : e
‘ Lc
L1 o
L @ m Titanium- 30 .
| h6 . ch Helix

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA210-WR-IC-25040 25 4 30 72 23.75 130 25 1 @)
SA210-WR-IC-25040A 25 4 37 52 23.75 110 25 1 O
SA210-WR-IC-25040B 25 4 25 92 23.75 150 25 1 O
SA210-WR-1C-25050 25 5 30 72 23.75 130 25 1 O

@Stock OAvailable upon Order D Tol
D<16 805
b>16 0.06
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron AluAnl1k|)n |Sum CAOI Ope;r Graphite
(<35HRC) (<48HRC) y y
©

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P567
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MILLING TOOLS |

SA210-NR

3 Flutes, Corner Rad

ius

Solid Carbide Endmills

L

S

Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
SA210-NR-06001 6 16 0.1 50 6 2 ([
SA210-NR-08002 20 0.2 60 8 2 [ J
SA210-NR-10003 10 25 0.25 75 10 2 [ J
SA210-NR-12003 12 30 0.25 75 12 2 [ J
SA210-NR-16003 16 36 0.3 100 16 2 [ ]
SA210-NR-20003 20 45 0.3 100 20 2 [ J

@Stock OAvailable upon Order D Tol
b<6 0.03
D>6 2.04
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel CastIron AIL"A'TI'(')n |sum CAOI opir Graphite
(<35HRC) (<48HRC) y Y
©) O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P567
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Solid Carbide Endmills | MILLING TOOLS

SA300-S3

3 Flutes, Square

o ——r S S
‘ Lc
L
e S L [
a3
Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SA300-S3-06016 6 16 50 6 1 o
SA300-S3-06016A 6 16 75 6 1 O
SA300-S3-08020 8 20 60 8 1 o
SA300-S3-08025 8 25 75 8 1 O
SA300-S3-10025 10 25 75 10 1 O
SA300-S3-12030 12 30 75 12 1 O
SA300-S3-16036 16 36 100 16 1 O
SA300-S3-20038 20 38 100 20 1 O
@Stock OAvailable upon Order D Tol
6<p<20 = 33
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron Allf,_\rirf(')n'sb'm %ﬂ opesr Graphite
(<35HRC) (<48HRC) Yy Yy
©
© Most Suitable O Suitable

Recommended Cutting Data ¢ P568
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MILLING TOOLS | Solid Carbide Endmills

SA300-RN2

2 Flutes, Corner Radius, Long Neck

‘ =G0

Please refer to page 167

Ordering Code D R Lc L1 d2 L d Figure No.  Stock
SA300-RN2-06002 6 0.2 10 20 5.5 60 6 1 o
SA300-RN2-06002A 6 0.2 10 40 55 80 6 1 ([ J
SA300-RN2-06010 6 1 10 20 55 60 6 1 ([
SA300-RN2-06010A 6 1 10 30 5.5 75 6 1 [ J
SA300-RN2-06010B 6 1 10 40 5.5 80 6 1 o
SA300-RN2-06020 6 2 10 20 5.5 60 6 1 ([ ]
SA300-RN2-06020A 6 2 10 40 55 80 6 1 [
SA300-RN2-08002 8 0.2 10 30 7.5 75 8 1 ([
SA300-RN2-08002A 8 0.2 10 50 7.5 90 8 1 o
SA300-RN2-08010 8 1 10 30 7.5 75 8 1 ([ J
SA300-RN2-08010A 8 1 10 40 7.5 80 8 1 [
SA300-RN2-08010B 8 1 10 50 7.5 90 8 1 O
SA300-RN2-08020 8 2 10 30 7.5 75 8 1 ([
SA300-RN2-08020A 8 2 10 50 7.5 90 8 1 ([
SA300-RN2-08030A 8 3 10 40 7.5 80 8 1 O
SA300-RN2-08030B 8 3 10 50 7.5 90 8 1 O
SA300-RN2-10002 10 0.2 12 30 9.5 75 10 1 o
SA300-RN2-10002A 10 0.2 12 50 9.5 90 10 1 [
SA300-RN2-10002B 10 0.2 12 40 9.5 80 10 1 O
SA300-RN2-10010A 10 1 12 30 9.5 75 10 1 o
SA300-RN2-10010B 10 1 12 40 9.5 80 10 1 o
SA300-RN2-10010C 10 1 12 50 9.5 90 10 1 ([
SA300-RN2-10020 10 2 12 30 9.5 75 10 1 ([

@Stock OAvailable upon Order D Tol
6<p<32 | §3
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5

C?\TFO?/nS%Zee?L p"llcl%{ 2%22{’ Stainless Steel Cast Iron Allej)nium CAOI per Graphite

(<35HRC) (<48HRC) ys oys
©)

© Most Suitable (O Suitable
Recommended Cutting Data 3 P568
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Solid Carbide Endmills | MILLING TOOLS

SA300-RN2

2 Flutes, Corner Radius, Long Neck

-
S~
! L1 LL_C»
L

L |

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock

SA300-RN2-10020A 10 2 12 50 9.5 90 10 1 o
SA300-RN2-10030 10 3 12 30 9.5 75 10 1 ([
SA300-RN2-10030A 10 3 12 40 9.5 80 10 1 o
SA300-RN2-10030B 10 3 12 50 9.5 90 10 1 ([
SA300-RN2-12002 12 0.2 14 50 11.5 100 12 1 ([
SA300-RN2-12002A 12 0.2 14 70 11.5 120 12 1 ([
SA300-RN2-12002C 12 0.2 14 60 11.5 110 12 1 O
SA300-RN2-12010 12 1 14 40 11.5 90 12 1 ([
SA300-RN2-12010A 12 1 14 50 11.5 100 12 1 o
SA300-RN2-12010B 12 1 14 60 11.5 110 12 1 ([
SA300-RN2-12010C 12 1 14 70 11.5 120 12 1 o
SA300-RN2-12020 12 2 14 50 11.5 100 12 1 o
SA300-RN2-12020A 12 2 14 70 11.5 120 12 1 o
SA300-RN2-12030 12 3 14 40 11.5 90 12 1 ([
SA300-RN2-12030A 12 3 14 50 11.5 100 12 1 ([
SA300-RN2-12030B 12 3 14 60 11.5 110 12 1 o
SA300-RN2-12030C 12 3 14 70 11.5 120 12 1 o
SA300-RN2-16002 16 0.2 18 50 15.5 100 16 1 o
SA300-RN2-16002A 16 0.2 18 70 15.5 120 16 1 [
SA300-RN2-16002C 16 0.2 18 60 15.5 110 16 1 O
SA300-RN2-16010 16 1 18 50 15.5 100 16 1 (
SA300-RN2-16010A 16 1 18 60 15.5 110 16 1 o
@Stock OAvailable upon Order D Tol
6<p<3x2 | 3

Unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Allf,_\rirf(')n'sljm %ﬂ opesr Graphite
(<35HRC) (<48HRC) Y y
©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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MILLING TOOLS | Solid Carbide Endmills

SA300-RN2

2 Flutes, Corner Radius, Long Neck

‘ =G0

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-RN2-16010B 16 1 18 70 15.5 120 16 1 o
SA300-RN2-16010C 16 1 18 80 15.5 130 16 1 o
SA300-RN2-16020 16 2 18 60 15.5 110 16 1 o
SA300-RN2-16030 16 3 18 50 15.5 100 16 1 o
SA300-RN2-16030A 16 3 18 60 15.5 110 16 1 o
SA300-RN2-16030B 16 3 18 70 15.5 120 16 1 O
SA300-RN2-16030C 16 3 18 80 15.5 130 16 1 (
SA300-RN2-16040 16 4 18 60 15.5 110 16 1 O
SA300-RN2-16040B 16 4 18 70 15.5 120 16 1 O
SA300-RN2-16050 16 5 18 60 15.5 110 16 1 O
SA300-RN2-16050A 16 5 18 80 15.5 130 16 1 ([
SA300-RN2-20002 20 0.2 24 60 19 110 20 1 ([
SA300-RN2-20002A 20 0.2 24 80 19 130 20 1 o
SA300-RN2-20010 20 1 24 60 19 110 20 1 o
SA300-RN2-20010A 20 1 24 80 19 130 20 1 O
SA300-RN2-20010B 20 1 24 50 19 100 20 1 o
SA300-RN2-20010C 20 1 24 70 19 120 20 1 ([
SA300-RN2-20010D 20 1 24 90 19 140 20 1 o
SA300-RN2-20010E 20 1 24 100 19 150 20 1 o
SA300-RN2-20020 20 2 24 60 19 110 20 1 o
SA300-RN2-20020A 20 2 24 50 19 100 20 1 O

@Stock OAvailable upon Order D Tol
6<D<32 903
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
CiTFo?/nS%EZ?L p"llcl%{ gggg{’ Stainless Steel Cast Iron AIL'JArR(i)nium CAOI per Graphite
(<35HRC) (<48HRC) ys oys
@)

©) Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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Solid Carbide Endmills | MILLING TOOLS

SA300-RN2

2 Flutes, Corner Radius, Long Neck

7
o B~ S
! L1 e
L N

=EaE

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock

SA300-RN2-20030 20 3 24 60 19 110 20 1 [ ]
SA300-RN2-20030A 20 3 24 80 19 130 20 1 (]
SA300-RN2-20030B 20 3 24 50 19 100 20 1 [ ]
SA300-RN2-20030C 20 3 24 70 19 120 20 1 (]
SA300-RN2-20030D 20 3 24 90 19 140 20 1 O
SA300-RN2-20030E 20 3 24 100 19 150 20 1 (]
SA300-RN2-20040 20 4 24 60 19 110 20 1 O
SA300-RN2-20040C 20 4 24 80 19 130 20 1 O
SA300-RN2-20050 20 5 24 60 19 110 20 1 o
SA300-RN2-20050A 20 5 24 80 19 130 20 1 O
SA300-RN2-20050B 20 5 24 100 19 150 20 1 O
SA300-RN2-25010 25 1 30 80 24 135 25 1 (]
SA300-RN2-25010A 25 1 30 100 24 155 25 1 O
SA300-RN2-25010B 25 1 30 125 24 180 25 1 (]
SA300-RN2-25020 25 2 30 80 24 135 25 1 [ ]
SA300-RN2-25030 25 3 30 80 24 135 25 1 (]
SA300-RN2-25030A 25 3 30 100 24 155 25 1 O
SA300-RN2-25030B 25 3 30 125 24 180 25 1 O
SA300-RN2-32030 32 3 40 100 31 163 32 1 O
SA300-RN2-32030A 32 3 40 120 31 183 32 1 O
@Stock OAvailable upon Order D Tol
6<p<32 | 343

Unit (mm)

Workpiece Material
P M 3 N
1234 5 123 123 123 4 5
Cirlﬂoynsingl’ AI!clfg{ ggg{’ Stainless Steel Cast Iron AluArHionium %ﬂ per Graphite
(<35HRC) (<48HRC) ys oys
©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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MILLING TOOLS | Solid Carbide Endmills

SA300-RN3

3 Flutes, Corner Radius, Long Neck

ﬂ:ﬁ%ﬁ
o g Dl Figl )
(e _—
L1
I L .
- UL [
Please refer to page 167
Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-RN3-06002 6 0.2 10 20 55 60 6 1 [ J
SA300-RN3-06002A 6 0.2 10 40 5.5 80 6 1 (]
SA300-RN3-06010 6 1 10 20 5.5 60 6 1 [ ]
SA300-RN3-06010A 6 1 10 30 5.5 75 6 1 o
SA300-RN3-06010B 6 1 10 40 5.5 80 6 1 [
SA300-RN3-06020 6 2 10 20 5.5 60 6 1 (]
SA300-RN3-06020A 6 2 10 40 5.5 80 6 1 [ ]
SA300-RN3-08002 8 0.2 10 30 7.5 75 8 1 (]
SA300-RN3-08002A 8 0.2 10 50 7.5 90 8 1 [
SA300-RN3-08010 8 1 10 30 7.5 75 8 1 (]
SA300-RN3-08010A 8 1 10 40 7.5 80 8 1 [ ]
SA300-RN3-08010B 8 1 10 50 7.5 90 8 1 (]
SA300-RN3-08020 8 2 10 30 7.5 75 8 1 [ ]
SA300-RN3-08020A 8 2 10 50 7.5 90 8 1 ([ J
SA300-RN3-10002 10 0.2 12 30 9.5 75 10 1 o
SA300-RN3-10002A 10 0.2 12 50 9.5 90 10 1 (]
SA300-RN3-10010 10 1 12 30 9.5 75 10 1 [ ]
SA300-RN3-10010A 10 1 12 40 9.5 80 10 1 (]
SA300-RN3-10010B 10 1 12 50 9.5 90 10 1 [ ]
SA300-RN3-10020 10 2 12 30 9.5 75 10 1 (]
@Stock OAvailable upon Order D Tol
6<D<32 903
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
CaAT%;/nS%E%‘IEL AI!(ID%){ gggg{’ Stainless Steel CastIron Ale?(i)nium CAOI per Graphite
(<35HRC) (<48HRC) ys oys
©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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Solid Carbide Endmills | MILLING TOOLS

SA300-RN3

3 Flutes, Corner Radius, Long Neck

/
°
‘ Lc
L1

o e 2 UL [

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-RN3-10020A 10 2 12 50 9.5 90 10 1 (]
SA300-RN3-10030 10 3 12 30 9.5 75 10 1 (]
SA300-RN3-10030A 10 3 12 40 9.5 80 10 1 (]
SA300-RN3-10030B 10 3 12 50 9.5 90 10 1 (]
SA300-RN3-12002 12 0.2 14 50 11.5 100 12 1 (]
SA300-RN3-12002A 12 0.2 14 70 11.5 120 12 1 o
SA300-RN3-12010 12 1 14 40 115 90 12 1 (]
SA300-RN3-12010A 12 1 14 50 11.5 100 12 1 (]
SA300-RN3-12010B 12 1 14 60 115 110 12 1 (]
SA300-RN3-12010C 12 1 14 70 11.5 120 12 1 (]
SA300-RN3-12020 12 2 14 50 115 100 12 1 (]
SA300-RN3-12020A 12 2 14 70 11.5 120 12 1 (]
SA300-RN3-12030 12 3 14 40 115 90 12 1 (]
SA300-RN3-12030A 12 3 14 50 11.5 100 12 1 o
SA300-RN3-12030B 12 3 14 60 11.5 110 12 1 o
SA300-RN3-12030C 12 3 14 70 11.5 120 12 1 (]
SA300-RN3-16002 16 0.2 18 50 15.5 100 16 1 (]
SA300-RN3-16002A 16 0.2 18 70 15.5 120 16 1 ([ J
SA300-RN3-16010 16 1 18 50 15.5 100 16 1 (]
SA300-RN3-16010A 16 1 18 60 15.5 110 16 1 (]

@Stock OAvailable upon Order B Tl
6<p<32 | 3
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5

C%Rg/nsﬁifl’ A'I'lclfg{ gggg{’ Stainless Steel CastIron AluAnlwll)nium %Ol per Graphite

(<35HRC) (<48HRC) ys oys
©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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MILLING TOOLS | Solid Carbide Endmills

SA300-RN3

3 Flutes, Corner Radius, Long Neck

ﬂ:ﬁ%ﬁ
(e =
L1
I L .
- UL [
Please refer to page 167
) Continuation
Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-RN3-16010B 16 1 18 70 15.5 120 16 1 o
SA300-RN3-16010C 16 1 18 80 15.5 130 16 1 [
SA300-RN3-16020 16 2 18 60 15.5 110 16 1 (
SA300-RN3-16030 16 3 18 50 15.5 100 16 1 (
SA300-RN3-16030A 16 3 18 60 15.5 110 16 1 ([
SA300-RN3-16030B 16 3 18 70 15.5 120 16 1 ([
SA300-RN3-16030C 16 3 18 80 15.5 130 16 1 ([
SA300-RN3-16040 16 4 18 60 15.5 110 16 1 ([
SA300-RN3-16050 16 5 18 60 15.5 110 16 1 ([
SA300-RN3-16050A 16 5 18 80 15.5 130 16 1 o
SA300-RN3-20002 20 0.2 24 60 19 110 20 1 ([
SA300-RN3-20002A 20 0.2 24 80 19 130 20 1 ([
SA300-RN3-20010 20 1 24 60 19 110 20 1 o
SA300-RN3-20010A 20 1 24 80 19 130 20 1 o
SA300-RN3-20010B 20 1 24 50 19 100 20 1 o
SA300-RN3-20010C 20 1 24 70 19 120 20 1 o
SA300-RN3-20010D 20 1 24 90 19 140 20 1 o
SA300-RN3-20010E 20 1 24 100 19 150 20 1 o
SA300-RN3-20020 20 2 24 60 19 110 20 1 o
SA300-RN3-20030 20 3 24 60 19 110 20 1 [
@Stock OAvailable upon Order D Tol
6<p<32 93
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
CaAT%;/nS%E%‘IEL AI!(ID%){ gggg{’ Stainless Steel CastIron Ale?(i)nium CAOI per Graphite
(<35HRC) (<48HRC) ys oys
©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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Solid Carbide Endmills | MILLING TOOLS

SA300-RN3

3 Flutes, Corner Radius, Long Neck

/
l Figl
‘ Lc
L1

o Srl=imm

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-RN3-20030A 20 3 24 80 19 130 20 1 (]
SA300-RN3-20030B 20 3 24 50 19 100 20 1 (]
SA300-RN3-20030C 20 3 24 70 19 120 20 1 (]
SA300-RN3-20030D 20 3 24 90 19 140 20 1 O
SA300-RN3-20030E 20 3 24 100 19 150 20 1 (]
SA300-RN3-20040 20 4 24 60 19 110 20 1 o
SA300-RN3-20050 20 5 24 60 19 110 20 1 (]
SA300-RN3-20050A 20 5 24 80 19 130 20 1 (]
SA300-RN3-20050B 20 5 24 100 19 150 20 1 (]
SA300-RN3-25010 25 1 30 80 24 135 25 1 (]
SA300-RN3-25010A 25 1 30 100 24 155 25 1 O
SA300-RN3-25010B 25 1 30 125 24 180 25 1 (]
SA300-RN3-25020 25 2 30 80 24 135 25 1 o
SA300-RN3-25030 25 3 30 80 24 135 25 1 ([ J
SA300-RN3-25030A 25 3 30 100 24 155 25 1 O
SA300-RN3-25030B 25 3 30 125 24 180 25 1 O
SA300-RN3-32030 32 3 40 100 31 163 32 1 O
SA300-RN3-32030A 32 3 40 120 31 183 32 1 O

@Stock OAvailable upon Order B Tl
6<p<3x2 | 3
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
Cf\imnsﬁ%?l’ A'I'lcl;z)){ gggg{’ Stainless Steel CastIron AluAnlwll)nium %Ol per Graphite
(<35HRC) (<48HRC) ys oys
©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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MILLING TOOLS | Solid Carbide Endmills

SA300-BN2

2 Flutes, Ballnose

= ~ R
=@ e

Please refer to page 167

F

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-BN2-06020 6 3 10 20 55 60 6 1 O
SA300-BN2-06030 6 3 10 30 5.5 75 6 1 (]
SA300-BN2-06040 6 3 10 40 5.5 80 6 1 O
SA300-BN2-08030 8 4 10 30 7.5 75 8 1 @)
SA300-BN2-08040 8 4 10 40 7.5 80 8 1 [
SA300-BN2-08050 8 4 10 50 7.5 90 8 1 O
SA300-BN2-10030 10 5 12 30 9.5 75 10 1 O
SA300-BN2-10040 10 5 12 40 9.5 80 10 1 (]
SA300-BN2-12040 12 6 14 40 11.5 90 12 1 O
SA300-BN2-12050 12 6 14 50 11.5 100 12 1 O
SA300-BN2-12060 12 6 14 60 11.5 110 12 1 O
SA300-BN2-16060 16 8 18 60 15.5 110 16 1 O
SA300-BN2-16070 16 8 18 70 15.5 120 16 1 [ ]
SA300-BN2-20060 20 10 24 60 19 110 20 1 O
SA300-BN2-20080 20 10 24 80 19 130 20 1 o

@Stock OAvailable upon Order D Tol
6<D<20 803
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
CaAT%;/nS%tgee‘lal’ AI!(ID%){ gggg{’ Stainless Steel CastIron Ale?(i)nium CAOI per Graphite
(<35HRC) (<48HRC) ys oys
©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P568
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Solid Carbide Endmills | MILLING TOOLS

SA300-SF-SN4 =

4 Flutes, with Long Neck, Square

I ey

Please refer to page 167

Ordering Code D Lc L1 d2 L d Figure No.  Stock
SA300-SF-SN4-06030 6 24 30 5.5 60 1 o
SA300-SF-SN4-08040 8 32 40 7.5 64 1 o
SA300-SF-SN4-10050 10 40 50 9.5 80 10 1 [
SA300-SF-SN4-12040 12 30 40 11.5 83 12 1 ([
SA300-SF-SN4-12062 12 48 62 11.5 100 12 1 o
SA300-SF-SN4-16051 16 40 51 159 93 16 1 ([
SA300-SF-SN4-16082 16 64 82 15.5 125 16 1 o
SA300-SF-SN4-20063 20 50 63 19 108 20 1 o
SA300-SF-SN4-200A2 20 80 102 19 150 20 1 [

@Stock OAvailable upon Order D Tol
e<p<20 393
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel CastIron AluAnlwlgnlsum %Ol opir Graphite
(<35HRC) (<48HRC) Yy Y
©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P569
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MILLING TOOLS | Solid Carbide Endmills

SA300-SF-IC-SN4 =

4 Flutes, with Long Neck, Square (Internal Cooling with Coating)
=ol-EHL
N

Please refer to page 167

Ordering Code D Lc L1 d2 L d Figure No.  Stock
SA300-SF-1C-SN4-12040 12 30 40 11.5 83 12 1 O
SA300-SF-1C-SN4-12062 12 48 62 11.5 100 12 1 O
SA300-SF-1C-SN4-16051 16 40 51 15.5 93 16 1 O
SA300-SF-1C-SN4-16082 16 64 82 15.5 125 16 1 O
SA300-SF-IC-SN4-20063 20 50 63 19 108 20 1 O
SA300-SF-IC-SN4-200A2 20 80 102 19 150 20 1 O

@Stock OAvailable upon Order D Tol
e<p<20 3%
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron AIL"A'TI'(')n |sum CAOI opir Graphite
(<35HRC) (<48HRC) Yy Yy
©)

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P569
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Solid Carbide Endmills | MILLING TOOLS

SA300-SF-RN4 =

4 Flutes, Corner Radius, Long Neck

Figl

I Crlmpery

Please refer to page 167

Lo ¢

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-SF-RN4-10030 10 3 40 50 9.5 80 10 1 o
SA300-SF-RN4-12005 12 0.5 30 40 11.5 83 12 1 [ J
SA300-SF-RN4-12005A 12 0.5 48 62 11.5 100 12 1 o
SA300-SF-RN4-12020 12 2 30 40 11.5 83 12 1 (]
SA300-SF-RN4-12020A 12 2 48 62 11.5 100 12 1 [
SA300-SF-RN4-12030 12 3 30 40 11.5 83 12 1 [ J
SA300-SF-RN4-12030A 12 3 48 62 115 100 12 1 [ J
SA300-SF-RN4-12040 12 4 30 40 115 83 12 1 [ J
SA300-SF-RN4-12040A 12 4 48 62 11.5 100 12 1 o
SA300-SF-RN4-12050 12 5 30 40 115 83 12 1 [ J
SA300-SF-RN4-16020 16 2 40 51 15.5 93 16 1 o
SA300-SF-RN4-16020A 16 2 64 82 15.5 125 16 1 o
SA300-SF-RN4-16030 16 3 40 51 15.5 93 16 1 o
SA300-SF-RN4-16030A 16 3 64 82 15.5 125 16 1 ([
SA300-SF-RN4-16040 16 4 40 51 15.5 93 16 1 o
SA300-SF-RN4-16040A 16 4 64 82 15.5 125 16 1 ([
SA300-SF-RN4-16050 16 5 40 51 15.5 93 16 1 o

@Stock OAvailable upon Order D Tol
e<p<20 3%
Unit(mm)
Workpiece Material
P M K N

1234 5 123 123 123 4 5

Cf\imns%é%?l’ A'I'lcl;z)){ gggg{’ Stainless Steel CastIron AluAnlwll)nium %Ol per Graphite
(<35HRC) (<48HRC) ys oys
©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P569
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MILLING TOOLS | Solid Carbide Endmills

SA300-SF-RN4 =

4 Flutes, Corner Radius, Long Neck

| =it L

Please refer to page 167

‘ R

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-SF-RN4-20030 20 3 50 63 19 108 20 1 o
SA300-SF-RN4-20030A 20 3 80 102 19 150 20 1 o
SA300-SF-RN4-20040 20 4 50 63 19 108 20 1 o
SA300-SF-RN4-20040A 20 4 80 102 19 150 20 1 o
SA300-SF-RN4-20050 20 5 50 63 19 108 20 1 o
SA300-SF-RN4-20050A 20 5 80 102 19 150 20 1 ([

@Stock OAvailable upon Order D ‘ Tol
6<D<20 ‘ 202
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron AIL"A'TI'(')n |sum CAOI opir Graphite
(<35HRC) (<48HRC) Yy Yy
©)

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P569
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Solid Carbide Endmills | MILLING TOOLS

SA300-SF-IC-RN4 =

4 Flutes, Corner Radius, Long Neck (Inner Cooling with Coating)

; r——r—g sy
- Dl Figl B = = ~
@ P4_‘ Titanium- 40 .
h6 l‘ rich Helix
Please refer to page 167
Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-SF-1C-RN4-12005 12 0.5 30 40 115 83 12 1 O
SA300-SF-1C-RN4-12020 12 2 30 40 11.5 83 12 1 O
SA300-SF-1C-RN4-12020A 12 2 48 62 115 100 12 1 O
SA300-SF-1C-RN4-12030 12 3 30 40 115 83 12 1 o
SA300-SF-IC-RN4-12030A 12 3 48 62 11.5 100 12 1 [ ]
SA300-SF-IC-RN4-12040 12 4 30 40 115 83 12 1 @)
SA300-SF-IC-RN4-12040A 12 4 48 62 11.5 100 12 1 O
SA300-SF-IC-RN4-12050 12 5 30 40 115 83 12 1 O
SA300-SF-IC-RN4-16020 16 2 40 51 155 93 16 1 O
SA300-SF-1C-RN4-16020A 16 2 64 82 155 125 16 1 O
SA300-SF-IC-RN4-16030 16 3 40 51 15.5 93 16 1 o
SA300-SF-IC-RN4-16030A 16 3 64 82 155 125 16 1 o
SA300-SF-IC-RN4-16040 16 4 40 51 15.5 93 16 1 O
SA300-SF-IC-RN4-16040A 16 4 64 82 155 125 16 1 O
SA300-SF-IC-RN4-16050 16 5 40 51 15.5 93 16 1 O
@Stock OAvailable upon Order D Tol

6<D<20 29

Unit(mm)

Workpiece Material

P M K

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel CastIron AluAnlwlgnlsum %Ol opir Graphite
(<35HRC) (<48HRC) Yy Y
©)

© Most Suitable () Suitable

Recommended Cutting Data ¢ P569

GESAC _ 363




MILLING TOOLS | Solid Carbide Endmills

SA300-SF-IC-RN4 =

4 Flutes, Corner Radius, Long Neck (Internal Cooling with Coating)

Figl - = = ~

<tanil 40°

Please refer to page 167

Lo "¢

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-SF-IC-RN4-20030 20 3 50 63 19 108 20 1 o
SA300-SF-IC-RN4-20030A 20 3 80 102 19 150 20 1 o
SA300-SF-IC-RN4-20040 20 4 50 63 19 108 20 1 O
SA300-SF-IC-RN4-20040A 20 4 80 102 19 150 20 1 O
SA300-SF-IC-RN4-20050 20 5 50 63 19 108 20 1 O
SA300-SF-IC-RN4-20050A 20 5 80 102 19 150 20 1 O

@Stock OAvailable upon Order D Tol
6<D<20 902
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron AIL"A'TI'(')n |sum CAOI opir Graphite
(<35HRC) (<48HRC) Yy Yy
©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P569
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Solid Carbide Endmills | MILLING TOOLS

SA300-WF-RN6 =

6 Flutes, Corner Radius, Long Neck

‘ L —
ol — OJ Figl

[t |

L1 P
: =R L

Please refer to page 167

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-WF-RN6-16030 16 3 16 42 15.5 92 16 1 ([ ]
SA300-WF-RN6-16030A 16 3 16 65 15.5 115 16 1 ([
SA300-WF-RN6-16040 16 4 16 65 15.5 115 16 1 { ]
SA300-WF-RN6-20030 20 3 20 52 19 104 20 1 ([
SA300-WF-RN6-20030A 20 3 20 73 19 125 20 1 o
SA300-WF-RN6-20040 20 4 20 73 19 125 20 1 ([
SA300-WF-RN6-25030 25 3 25 52 24 110 25 1 [
SA300-WF-RN6-25030A 25 3 25 72 24 130 25 1 ([
SA300-WF-RN6-25030B 25 3 25 92 24 150 25 1 ([
SA300-WF-RN6-25040 25 4 25 2 24 130 25 1 o

@Stock OAvailable upon Order D Tol
16<p<2s | 002
Unit(mm)
Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .

Alloy Steel Tool Steel Stainless Steel CastIron AluAnlwlgnlsum %Ol opir Graphite
(<35HRC) (<48HRC) y y
©)

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P569
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MILLING TOOLS | Solid Carbide Endmills

SA300-WF-IC-RN6 =

6 Flutes, Corner Radius, Long Neck (Internal Cooling with Coating)
7 B e N
'cl /4{ — fDI Figl -
L1 T
| : . e B [

Please refer to page 167

Ordering Code D R Lc L1 d2 L d Figure No. Stock
SA300-WF-IC-RN6-16030 16 3 16 42 15.5 92 16 1 O
SA300-WF-IC-RN6-16030A 16 3 16 65 15.5 115 16 1 ([
SA300-WF-IC-RN6-16040 16 4 16 65 15.5 115 16 1 O
SA300-WF-IC-RN6-20030 20 3 20 52 19 104 20 1 ([
SA300-WF-IC-RN6-20030A 20 3 20 73 19 125 20 1 ([
SA300-WF-IC-RN6-20040 20 4 20 73 19 125 20 1 O
SA300-WF-IC-RN6-25030 25 3 25 52 24 110 25 1 o
SA300-WF-IC-RN6-25030A 25 3 25 72 24 130 25 1 ([
SA300-WF-IC-RN6-25030B 25 3 25 92 24 150 25 1 o
SA300-WF-IC-RN6-25040 25 4 25 72 24 130 25 1 O

@Stock OAvailable upon Order D Tol
e<p<2s %
Unit(mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron AIL"A'TI'(')n |sum CAOI opir Graphite
(<35HRC) (<48HRC) Yy Yy
©)

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P569
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Solid Carbide Endmills | MILLING TOOLS

DNM100-RS1

1 Flute, Corner Radius

7
Lc
L1
L
<= Dl L
Please refer to page 167
Ordering Code D Lc R L1 L d Figure No.  Stock
DNM100-RS1-02001 2 6 0.1 8 50 4 1 o
DNM100-RS1-02002 2 6 0.2 8 50 4 1 (]
DNM100-RS1-02003 2 6 0.3 8 50 4 1 O
DNM100-RS1-03001 3 6 0.1 8 50 4 1 (]
DNM100-RS1-03002 3 6 0.2 8 50 4 1 o
DNM100-RS1-03003 3 6 0.3 8 50 4 1 O
@Stock OAvailable upon Order D Tol
D<3 +0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel CastIron Alupmgn':m %Ol opir Graphite
(<35HRC) (<48HRC) Yy Yy
©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P569
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MILLING TOOLS | Solid Carbide Endmills

DNM100-RS2

2 Flute, Corner Radius

\_‘\4%7 -
”T ] ] ] ) - s DA I —————————
L1 )
L <=l L

Please refer to page 167

Ordering Code D Lc R L1 L d Figure No.  Stock
DNM100-RS2-04001 4 6 0.1 8 50 6 1 o
DNM100-RS2-04002 4 6 0.2 8 50 6 1 ([
DNM100-RS2-04005 4 6 0.5 8 50 6 1 O
DNM100-RS2-06001 6 10 0.1 20 75 6 1 ([
DNM100-RS2-06002 6 10 0.2 20 75 6 1 ([
DNM100-RS2-06003 6 10 0.3 20 75 6 1 O
DNM100-RS2-06005 6 10 0.5 20 75 6 1 O
DNM100-RS2-08001 8 15 0.1 30 75 10 1 ([
DNM100-RS2-08002 8 15 0.2 30 75 10 1 O
DNM100-RS2-08005 8 15 0.5 30 75 10 1 ([
DNM100-RS2-08010 8 15 1 30 75 10 1 o
DNM100-RS2-10001 10 15 0.1 35 75 10 1 O
DNM100-RS2-10002 10 15 0.2 35 75 10 1 ([
DNM100-RS2-10005 10 15 0.5 85 75 10 1 ([
DNM100-RS2-10010 10 15 1 35 75 10 1 o
DNM100-RS2-10020 10 15 2 35 75 10 1 O

@Stock OAvailable upon Order D Tol
D<20 +0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel CastIron Al%mgn |sum CAOI opir Graphite
(<35HRC) (<48HRC) y Y
©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P569
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Solid Carbide Endmills | MILLING TOOLS

DNM100-RS3

3 Flutes, Corner Radius

Figl

L1
L <= L [
h6

Please refer to page 167

Ordering Code D Lc R L1 L d Figure No.  Stock
DNM100-RS3-10001 10 15 0.1 35 75 10 1 o
DNM100-RS3-10002 10 15 0.2 35 75 10 1 (]
DNM100-RS3-10005 10 15 0.5 35 75 10 1 o
DNM100-RS3-10010 10 15 1 35 75 10 1 O
DNM100-RS3-10020 10 15 2 35 75 10 1 O
DNM100-RS3-12002 12 15 0.2 40 75 12 1 o
DNM100-RS3-12005 12 15 0.5 40 75 12 1 o
DNM100-RS3-12010 12 15 1 40 75 12 1 o
DNM100-RS3-12020 12 15 2 40 75 12 1 O
DNM100-RS3-16002 16 15 0.2 45 100 16 1 ([
DNM100-RS3-16005 16 15 0.5 45 100 16 1 o
DNM100-RS3-16010 16 15 1 45 100 16 1 o
DNM100-RS3-16020 16 15 2 45 100 16 1 O
DNM100-RS3-16030 16 15 3 45 100 16 1 O

@Stock OAvailable upon Order D Tol
D<20 +0.02
Unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
Cf\imnsﬁ%?l’ A'I'lcl;z)){ gggg{’ Stainless Steel CastIron AluAnlwll)nium %Ol per Graphite
(<35HRC) (<48HRC) ys oys
©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P569
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MILLING TOOLS | Solid Carbide Endmills

SG200-S2

2 Flutes, Standard Length, Square

N s B
N —— 1% o A _ =

L

Sl —— = =o)L L U

‘ Lc

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

SG200-S2-00401 0.4 0.8 50 4 1 O
SG200-S2-00802 0.8 2 50 4 1 O
S$G200-S2-01003 1 3 50 4 1 [ ]
SG200-S2-01504 1.5 4 50 4 1 (]
S$G200-52-02006 2 6 50 4 1 [ ]
SG200-S2-02008 2 8 75 4 1 (]
SG200-S2-03009 3 9 50 4 1 [ ]
SG200-S2-03012 3 12 75 4 1 [ J
SG200-S2-63009 3 9 50 6 1 O
SG200-S2-04011 4 11 50 4 2 [ ]
SG200-S2-04016 4 16 75 4 2 O
SG200-S2-64011 4 11 50 6 1 O
S$G200-S2-05013 5 13 50 6 1 [ ]
S$G200-S2-05020 5 20 100 6 1 O
S$G200-S2-06016 6 16 50 6 2 [ J
SG200-S2-06025 6 25 100 6 2 O
S$G200-S2-08020 8 20 60 8 2 [ ]
SG200-S2-10025 10 25 75 10 2 [ J
S$G200-S2-12030 12 30 75 12 2 [ J

@Stock OAvailable upon Order D Tol

D<6 Sn

6<D<12 803

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron Al%mgn |Sum Copper Alloys Graphite
(<35HRC) (<48HRC) y
O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P570
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Solid Carbide Endmills | MILLING TOOLS

SG200-SN2

2 Flutes, Long Neck, Square

el
°[H \7| eSS o] e — e

T S B
H{I— SEESSC =@ H L [

Please refer to page 167

Ordering Code D Lc d2 L1 L d Figure No.  Stock
S$G200-SN2-01005 1 3 0.95 5 50 4 1 [ ]
SG200-SN2-01006 1 3 0.96 6 50 4 2 o
SG200-SN2-01020 1 3 0.95 20 60 4 1 o
SG200-SN2-01510 15 6 1.44 10 50 4 1 o
SG200-SN2-01520 15 6 1.44 20 60 4 1 o
SG200-SN2-02015 2 8 1.92 15 50 4 1 o
S$G200-SN2-02020 2 8 1.92 20 50 4 1 O
SG200-SN2-02030 2 8 1.92 30 75 4 1 o
S$G200-SN2-03015 3 12 2.9 15 50 4 1 ([ ]
SG200-SN2-03030 3 12 2.9 30 75 4 1 o
S$G200-SN2-04020 4 16 3.9 20 50 4 2 ([ ]
SG200-SN2-04025 4 16 3.9 25 75 4 2 o
SG200-SN2-04040 4 16 3.9 40 75 4 2 o
SG200-SN2-05030 5 20 4.9 30 75 6 1 o
SG200-SN2-06030 6 24 5.9 30 75 6 2 o
SG200-SN2-06040 6 24 5.9 40 75 6 2 o
SG200-SN2-08040 8 25 7.9 40 100 8 2 O
SG200-SN2-10040 10 25 9.8 40 100 10 2 @)
SG200-SN2-12040 12 25 11.8 40 100 12 2 o
SG200-SN2-12060 12 25 11.8 60 100 12 2 O

@Stock OAvailable upon Order D Tol
D<6 B0
6<D<12 803
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, L
Alloy Steel Tool Steel Stainless Steel Cast Iron Alh'm(')n |:m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P570
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MILLING TOOLS | Solid Carbide Endmills

SG200-S3

3 Flutes, Standard Length, Square

b — éﬁﬁﬂ ="

L

e T =l F L o

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

SG200-S3-01003 1 3 50 4 1 O
SG200-S3-01504 15 4 50 4 1 [ J
SG200-S3-01506 1.5 6 60 4 1 O
SG200-S3-02006 2 6 50 4 1 o
S$G200-S3-02010 2 10 60 4 1 o
SG200-S3-03009 3 9 50 4 1 o
S$G200-S3-03015 3 15 60 4 1 o
S$G200-S3-63009 3 9 50 6 1 O
SG200-S3-04011 4 11 50 4 2 o
SG200-S3-04020 4 20 75 4 2 O
SG200-S3-64011 4 11 50 6 1 o
S$G200-S3-05013 5 13 50 6 1 o
SG200-S3-06016 6 16 50 6 2 [ ]
SG200-S3-06018 6 18 75 6 2 [ J
SG200-S3-06025 6 25 100 6 2 [ J
SG200-S3-08020 8 20 60 8 2 [ J
SG200-S3-08035 8 35 100 8 2 [ J
SG200-S3-10025 10 25 75 10 2 [ J
SG200-S3-10040 10 40 100 10 2 [ J
S$G200-S3-12030 12 30 75 12 2 O

@Stock OAvailable upon Order D Tol

D<6 002

6<p<12 | Jp3

Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Altkrngnlsum Copper Alloys Graphite
(<35HRC) (<48HRC) Y
O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P570
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Solid Carbide Endmills | MILLING TOOLS

SG200-54

4 Flutes, Standard Length, Square

ot
ulﬂi A #&%@H Figl M

L

L oS3 =] L

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

S$G200-54-02006 2 6 50 4 1 o
S$G200-54-02010 2 10 60 4 1 ()
S$G200-S4-03009 3 9 50 4 1 ([
S$G200-S4-03015 3 15 60 4 1 (
SG200-S4-63009 3 9 50 6 1 O
S$G200-S4-04011 4 11 50 4 2 (
SG200-54-04020 4 20 75 4 2 (
S$G200-S4-64011 4 11 50 6 1 (
S$G200-54-05013 5 13 50 6 1 o
S$G200-54-06016 6 16 50 6 2 ([
S$G200-54-06025 6 25 100 6 2 o
S$G200-54-08020 8 20 60 8 2 o
S$G200-54-08025 8 25 100 8 2 o
S$G200-54-10025 10 25 75 10 2 o
S$G200-S4-10040 10 40 100 10 2 o
$G200-54-12030 12 30 75 12 2 o
S$G200-54-12045 12 45 100 12 2 o

@Stock OAvailable upon Order D Tol

D<6 S

e<p<12 | §3

Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Alti\rngnlsum Copper Alloys Graphite
(<35HRC) (<48HRC) Y
O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P570
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MILLING TOOLS | Solid Carbide Endmills

SG200-R4

4 Flutes, Corner Radius

o E—— C
Lc

]
| e C =@/ UL

Lc

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
SG200-R4-02002 2 3.5 0.2 50 4 1 o
SG200-R4-02005 2 3.5 0.5 60 4 1 O
SG200-R4-03002 3 4 0.2 50 4 1 o
SG200-R4-03005 3 4 0.5 75 4 1 o
SG200-R4-03010 3 4 1 75 4 1 o
SG200-R4-04002 4 6 0.2 50 4 2 o
SG200-R4-04010 4 6 1 50 4 2 o
SG200-R4-05003 5 7 0.3 50 6 1 O
SG200-R4-06005 6 9 0.5 50 6 2 o
SG200-R4-06010 6 9 1 50 6 2 o
SG200-R4-08005 8 12 0.5 60 8 2 o
SG200-R4-08010 8 12 1 60 8 2 o
SG200-R4-10005 10 15 0.5 75 10 2 o
SG200-R4-10010 10 15 1 75 10 2 (]
SG200-R4-12005 12 18 0.5 75 12 2 [ J
SG200-R4-12010 12 18 1 75 12 2 ([
SG200-R4-16010 16 36 1 100 16 2 ([ J

@Stock OAvailable upon Order D Tol

D<6 02

6<D<12 So3

Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
C%Rg/nsﬁee?l’ AI!(I%{ gggg{’ Stainless Steel Cast Iron AIuArITLnium Copper Alloys Graphite
(<35HRC) (<48HRC) s
O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P570
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Solid Carbide Endmills | MILLING TOOLS

SG200-RN4

4 Flutes, Corner Radius, Long Neck

of—
\ 0 B )
© — © e Figl - - -
- ‘ Lc
L1

L

o i~ DR -] Ul

A

‘ G

L1

L Please refer to page 167
Ordering Code D Lc R d2 L1 L d Figure No. Stock
SG200-RN4-02002 2 35 0.2 1.92 6 50 4 1 ([
SG200-RN4-02003 2 3.5 0.3 1.92 30 60 4 1 o
SG200-RN4-02005 2 3.5 0.5 1.92 30 60 4 1 o
SG200-RN4-03002 3 4 0.2 2.9 10 50 4 1 o
SG200-RN4-03003 3 4 0.3 2.9 20 50 4 1 O
SG200-RN4-03005 3 4 0.5 2.9 20 75 4 1 O
SG200-RN4-03010 3 4 1 2.9 20 75 4 1 o
SG200-RN4-04002 4 6 0.2 3.9 20 75 4 2 o
SG200-RN4-04005 4 6 0.5 3.9 20 50 4 2 o
SG200-RN4-04010 4 6 1 3.9 20 50 4 2 o
SG200-RN4-06005 6 9 0.5 59 25 75 6 2 o
SG200-RN4-06010 6 9 1 59 25 75 6 2 ([
SG200-RN4-08005 8 12 0.5 7.9 30 100 8 2 o
SG200-RN4-08010 8 12 1 7.9 30 100 8 2 o
SG200-RN4-10005 10 15 0.5 9.8 45 100 10 2 o
SG200-RN4-10010 10 15 1 9.8 35 100 10 2 o
SG200-RN4-12005 12 18 0.5 11.8 40 100 12 2 o
SG200-RN4-12010 12 18 1 11.8 40 100 12 2 o
@Stock OAvailable upon Order D Tol
s B
6<p<12 | §3
Unit (mm)
Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
CirlFoilnSﬁi?l’ A'I'lclfg{ gggg{’ Stainless Steel Cast Iron Ale(i)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P570
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MILLING TOOLS | Solid Carbide Endmills

SG200-B2

2 Flutes, Ballnose

ot ¢

L
@
E =1l Un
L Ballnose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SG200-B2-00502 0.5 0.25 2 50 4 1 o
SG200-B2-00602 0.6 0.3 2 50 4 1 ([ J
SG200-B2-00803 0.8 0.4 3 50 4 1 O
SG200-B2-01002 1 0.5 2 50 4 1 o
SG200-B2-01503 15 0.75 3 50 4 1 o
SG200-B2-02004 2 1 4 50 4 1 o
S$G200-B2-02006 2 1 6 60 4 1 o
S$G200-B2-03006 3 1.5 6 50 4 1 o
S$G200-B2-03008 3 1.5 8 60 4 1 o
SG200-B2-04008 4 2 8 50 4 2 o
SG200-B2-04016 4 2 16 60 4 2 o
SG200-B2-05010 5 2.5 10 50 6 1 O
S$G200-B2-06012 6 3 12 50 6 2 O
SG200-B2-08014 8 4 14 60 8 2 ([
SG200-B2-10018 10 5 18 75 10 2 [
SG200-B2-12022 12 6 22 75 12 2 ([
@Stock OAvailable upon Order D Tol
R<3 802
3<R<6 803
Unit (mm)
Workpiece Material
P I K N
1234 5 123 123 123 4 5
C%Rg/nsﬁee?l’ AI!(I%{ gggg{’ Stainless Steel Cast Iron AIuArITLnium Copper Alloys Graphite
(<35HRC) (<48HRC) s
O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P571
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Solid Carbide Endmills | MILLING TOOLS

SG200-BN2

2 Flutes, Ballnose, with Long Neck

D H TR == ——=—

. *H =3 - m= RSSO

\ Please refer to page 167

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SG200-BN2-00508 0.5 0.25 2 0.45 8 50 4 1 o
SG200-BN2-01010 1 0.5 3 0.95 10 50 4 1 [
SG200-BN2-01015 1 0.5 3 0.95 15 60 4 1 [
SG200-BN2-01020 1 0.5 3 0.95 20 60 4 1 [
SG200-BN2-01515 1.5 0.75 3 1.44 15 50 4 1 o
SG200-BN2-02015 2 1 6 1.95 15 75 4 1 ([
S$G200-BN2-02020 2 1 4 1.92 20 75 4 1 ([
SG200-BN2-02030 2 1 6 1.92 30 75 4 1 ([
SG200-BN2-03015 3 1.5 6 2.9 15 50 4 1 o
SG200-BN2-03020 3 1.5 6 2.9 20 75 4 1 ([
SG200-BN2-04012 4 2 8 3.9 12 60 4 2 o
SG200-BN2-04020 4 2 8 3.9 20 60 4 2 O

@Stock OAvailable upon Order D Tol
R<3 02
3<R<6 D3
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
cf\m%nsiéi?l AI!(l)%){ gggg{ Stainless Steel Cast Iron A“m(i)nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P571
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SG200-BN2

2 Flutes, Ballnose, with Long Neck

of—
e e S C———

L

gl E— EESS Cl aa (JENSSASE

! Please refer to page 167

L Fig2
) Continuation
Ordering Code D R Lc d2 L1 L d Figure No. Stock

SG200-BN2-06018 6 3 12 59 18 75 6 2 [ )
SG200-BN2-06025 6 3 16 5.9 25 75 6 2 (]
SG200-BN2-06030 6 3 12 5.9 30 75 6 2 [ ]
SG200-BN2-08024 8 4 14 7.9 24 100 8 2 (]
SG200-BN2-08030 8 4 20 7.9 30 100 8 2 O
SG200-BN2-08040 8 4 14 7.9 40 100 8 2 @
SG200-BN2-10030 10 5 18 9.8 30 100 10 2 [ )
SG200-BN2-10040 10 5 22 9.8 40 100 10 2 (]
SG200-BN2-10050 10 5 18 9.8 50 100 10 2 O
SG200-BN2-12035 12 6 22 11.8 35 100 12 2 O
SG200-BN2-12050 12 6 22 11.8 50 100 12 2 O
@Stock OAvailable upon Order D Tol
R<3 S
3<R<6 D3

Unit (mm)

Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, .
Alloy Steel Tool Steel Stainless Steel Cast Iron Alljmgmsum Copper Alloys Graphite
(<35HRC) (<48HRC) y
O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P571
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SG200-M-RN4

4 Flutes, Corner Radius, Long Neck

Solid Carbide Endmills |

MILLING TOOLS

Bl &
uT{I— Al <|_H_§N o] Figl M ; w
N . L1 e N
@
T Jeesyd » Q2] UL
gt ”%—f 3 l4d N-DIA ﬂ
L Please refer to page 167
Ordering Code D Lc R d2 L1 L d Figure No. Stock
SG200-M-RN4-1-6-0.1-50 1 2 0.1 0.96 6 50 4 1 o
SG200-M-RN4-2-6-0.15-50 2 3.5 0.15 1.92 6 50 4 1 ([
S$G200-M-RN4-2-12-0.15-50 2 3.5 0.15 1.92 12 50 4 1 O
SG200-M-RN4-2-6-0.2-50 2 3.5 0.2 1.92 6 50 4 1 o
SG200-M-RN4-2-12-0.2-50 2 3.5 0.2 1.92 12 50 4 1 O
SG200-M-RN4-2-6-0.3-50 2 3.5 0.3 1.92 6 50 4 1 ([
SG200-M-RN4-2-12-0.3-50 2 3.5 0.3 1.92 12 50 4 1 O
SG200-M-RN4-3-10-0.15-50 3 4 0.15 2.9 10 50 4 1 o
SG200-M-RN4-3-10-0.2-50 3 4 0.2 2.9 10 50 4 1 o
SG200-M-RN4-3-15-0.2-50 3 4 0.2 2.9 15 50 4 1 O
SG200-M-RN4-3-10-0.5-50 3 4 0.5 2.9 10 50 4 1 o
SG200-M-RN4-4-10-0.2-50 4 6 0.2 3.9 10 50 4 2 o
SG200-M-RN4-4-15-0.5-50 4 6 0.5 3.9 15 50 4 2 o
SG200-M-RN4-4-10-1-50 4 6 1 3.9 10 50 4 2 ([
SG200-M-RN4-6-25-0.5-50 6 9 0.5 5.9 25 50 6 2 o
SG200-M-RN4-6-25-1-50 6 9 1 5.9 25 50 6 2 ([
SG200-M-RN4-6-20-1.5-50 6 15 1.5 5.9 20 50 6 2 o
SG200-M-RN4-6-20-2-50 6 15 2 5.9 20 50 6 2 o
SG200-M-RN4-8-30-1-60 8 10 1 7.9 30 60 8 2 o
SG200-M-RN4-10-35-0.5-75 10 15 0.5 9.8 35 75 10 2 o
SG200-M-RN4-10-45-1-75 10 15 1 9.8 45 75 10 2 O
@Stock OAvailable upon Order D Tol
b4 $o10
D>4 Sos
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cir“tz)c;/nsiéi?l, AI!(l)cg{ gggg{’ Stainless Steel Cast Iron Al%ﬁi}nium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
@)

© Most Suitable

() Suitable

Recommended Cutting Data 3 P571
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S$SG200-M-B2

2 Flutes, Ballnose

ol ¢
o] E— S b r—
T Lc
L
«
7" Fig2
1 — Nl T é -
LC h5 m Ballnose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SG200-M-B2-0.4-1.5-50 0.4 0.2 15 50 4 1 [ )
SG200-M-B2-0.5-2-50 0.5 0.25 2 50 4 1 (]
SG200-M-B2-0.6-2-50 0.6 0.3 2 50 4 1 o
SG200-M-B2-0.8-3-50 0.8 0.4 3 50 4 1 (]
SG200-M-B2-1-3-50 1 0.5 3 50 4 1 [ )
SG200-M-B2-1.5-5-50 15 0.75 5 50 4 1 o
SG200-M-B2-2-6-50 2 1 6 50 4 1 [ )
SG200-M-B2-3-8-50 3 1.5 8 50 4 1 (]
SG200-M-B2-4-16-50 4 2 16 50 4 2 [ )
SG200-M-B2-5-16-50 5 2.5 16 50 6 1 [ )
SG200-M-B2-6-16-50 6 3 16 50 6 2 [ )
@Stock OAvailable upon Order R Tol
R<0.4 +0.003
R>0.4 +0.005
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, -
Alloy Steel Tool Steel Stainless Steel Cast Iron Allmgn';’m Copper Alloys Graphite
(<35HRC) (<48HRC) Y
©

© Most Suitable () Suitable

Recommended Cutting Data 3 P571
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Solid Carbide Endmills | MILLING TOOLS

SG200-M-BN2

2 Flutes, Ballnose, with Long Neck

o— s
'ol {I—§ 1» [ s o] Fa o+ . b
] . ‘ L1 ‘ L
@
- ol TSN ol Fig2
ST =@ Una
‘L Please refer to page 167
Ordering Code D R Lc d2 L1 L d Figure No. Stock
S$G200-M-BN2-0.5-8-50 0.5 0.25 0.46 8 50 4 1 o
SG200-M-BN2-0.6-10-50 0.6 0.3 0.55 10 50 4 1 ([
SG200-M-BN2-0.8-15-50 0.8 0.4 3 0.75 15 50 4 1 ([
SG200-M-BN2-1-2.5-45 1 0.5 15 0.95 2.5 45 4 1 ([
SG200-M-BN2-1-7-50 1 0.5 3 0.95 7 50 4 1 ([
SG200-M-BN2-1-10-50 1 0.5 3 0.95 10 50 4 1 ([ J
SG200-M-BN2-1-15-50 1 0.5 3 0.95 15 50 4 1 ([
SG200-M-BN2-2-5-45 2 1 3 1.92 45 4 1 o
SG200-M-BN2-2-8-50 2 1 3 1.95 50 4 1 o
SG200-M-BN2-2-10-50 2 1 6 1.92 10 50 4 1 o
SG200-M-BN2-3-15-50 3 1.5 8 2.90 15 50 4 1 ([
SG200-M-BN2-4-25-50 4 8 3.90 25 50 4 2 ([
SG200-M-BN2-6-25-50 6 16 5.90 25 50 6 2 ([
@Stock OAvailable upon Order R Tol
R<0.4 +0.003
R>0.4 +0.005
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
c?\rlmnsiéi?l’ AI!(l)%){ gggg{’ Stainless Steel Cast Iron Allmgnium Copper Alloys Graphite
(<35HRC) (<48HRC) ys
@

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P571
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ST210-S4

4 Flutes, Square, with Unequal Tooth Pitch

~

_ of
e ISl o N

L

o] E——ps B e b Lk o

‘ Lc

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

ST210-S4-01003 1 3 50 4 1 O
ST210-S4-01504 1.5 4 50 4 1 O
ST210-S4-02006 2 6 50 4 1 o
ST210-S4-02506 2.5 6 50 4 1 o
ST210-S4-02508 2.5 8 50 4 1 O
ST210-S4-03009 3 9 50 4 1 ([
ST210-S4-03510 3.5 10 50 4 1 ([
ST210-S4-04011 4 11 50 4 2 o
ST210-S4-04511 4.5 11 50 6 1 (]
ST210-S4-05013 5 13 50 6 1 o
ST210-S4-06016 6 16 50 6 2 ()
ST210-S4-08020 8 20 60 8 2 o
ST210-S4-10025 10 25 72 10 2 ()
ST210-S4-12030 12 30 75 12 2 ([
ST210-S4-14032 14 32 80 14 2 O
ST210-S4-16036 16 36 100 16 2 (
ST210-S4-20045 20 45 100 20 2 (

@Stock OAvailable upon Order D Tol

b<6 S0

6<D<16 = Jg3

p>16 Sos

Unit (mm)

Workpiece Material

P M B

1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P572
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Solid Carbide Endmills | MILLING TOOLS

ST210-R4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch

of 3
S — N Figt | w
] Lc
- <
e - s =] L L [
Lt | he o Ho
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
ST210-R4-02002 2 0.2 6 50 4 1 o
ST210-R4-03003 3 0.3 9 50 4 1 ([
ST210-R4-03005 3 0.5 9 50 4 1 ([
ST210-R4-04003 4 0.3 11 50 4 2 (
ST210-R4-04005 4 0.5 11 50 4 2 (
ST210-R4-04010 4 1 11 50 4 2 ([
ST210-R4-05005 5 0.5 13 50 6 1 (
ST210-R4-06005 6 0.5 16 50 6 2 o
ST210-R4-06010 6 1 16 50 6 2 o
ST210-R4-08005 8 0.5 20 60 8 2 o
ST210-R4-08010 8 1 20 60 8 2 o
ST210-R4-10005 10 0.5 25 72 10 2 o
ST210-R4-10010 10 1 25 72 10 2 o
ST210-R4-10020 10 25 72 10 2 o
ST210-R4-10030 10 3 25 72 10 2 O
ST210-R4-12005 12 0.5 30 75 12 2 o
ST210-R4-12010 12 1 30 75 12 2 o
@Stock OAvailable upon Order D Tol
D<6 o2
6<D<16 = J3
b>16 S04
Unit (mm)

Workpiece Material

P M B

1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O © O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P572
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MILLING TOOLS | Solid Carbide Endmills

ST210-R4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch

of— %
,,[ ﬂi A a Figl e \
] Lc |
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L Please refer to page 167

) Continuation

Ordering Code D R Lc L d Figure No. Stock
ST210-R4-12020 12 2 30 75 12 2 [
ST210-R4-12030 12 3 30 75 12 2 ([
ST210-R4-16005 16 0.5 36 100 16 2 O
ST210-R4-16010 16 1 36 100 16 2 ([
ST210-R4-16020 16 2 36 100 16 2 O
ST210-R4-16030 16 3 36 100 16 2 ([
ST210-R4-16040 16 4 36 100 16 2 O
ST210-R4-16050 16 5 36 100 16 2 O
ST210-R4-20005 20 0.5 45 100 20 2 o
ST210-R4-20010 20 1 45 100 20 2 o
ST210-R4-20020 20 2 45 100 20 2 O
ST210-R4-20030 20 3 45 100 20 2 o
ST210-R4-20040 20 4 45 100 20 2 O
ST210-R4-20050 20 5 45 100 20 2 o

@Stock OAvailable upon Order D Tol
D<16 0.03
D>16 0.04

Unit (mm)

Workpiece Material

P M S|

1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P572
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ST210-RN4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch and Long Neck

.
,,1 DN
T
L
| =g el S L Ul

Please refer to page 167

Ordering Code D R Lc L1 d2 L d Figure No. Stock
ST210-RN4-06005 6 0.5 12 18 5.4 60 6 1 o
ST210-RN4-06010 6 1 12 18 5.4 60 6 1 (]
ST210-RN4-08005 8 0.5 16 25 7.4 75 8 1 o
ST210-RN4-08010 8 1 16 25 7.4 75 8 1 (]
ST210-RN4-10005 10 0.5 20 30 9.4 75 10 1 o
ST210-RN4-10005A 10 0.5 30 50 9.4 90 10 1 O
ST210-RN4-10010 10 1 20 30 9.4 75 10 1 [ )
ST210-RN4-10010A 10 1 30 50 9.4 90 10 1 O
ST210-RN4-10020 10 2 20 30 9.4 75 10 1 [ )
ST210-RN4-10020A 10 2 30 50 9.4 90 10 1 [ )
ST210-RN4-10030 10 3 20 30 9.4 75 10 1 [ )
ST210-RN4-10030A 10 3 30 50 9.4 90 10 1 [ )
ST210-RN4-10030B 10 3 30 60 9.4 100 10 1 [ ]
ST210-RN4-10030C 10 3 30 40 9.4 90 10 1 (]
ST210-RN4-12005 12 0.5 24 40 114 90 12 1 [ ]
ST210-RN4-12005A 12 0.5 24 50 11.4 100 12 1 @)
ST210-RN4-12010 12 1 24 40 114 90 12 1 [ ]
ST210-RN4-12010A 12 1 24 50 11.4 100 12 1 O
ST210-RN4-12020 12 2 24 40 114 90 12 1 [ ]
ST210-RN4-12020A 12 2 24 50 11.4 100 12 1 O

@Stock OAvailable upon Order D Tol
b<16 $03
D>16 S
Unit (mm)
Workpiece Material
P M S|
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O © O @

© Most Suitable () Suitable

Recommended Cutting Data 3 P572
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ST210-RN4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch and Long Neck

&
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| =il S L L

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
ST210-RN4-12030A 12 3 24 40 11.4 90 12 1 o
ST210-RN4-12030B 12 3 36 50 11.4 100 12 1 o
ST210-RN4-12030C 12 3 36 60 11.4 110 12 1 o
ST210-RN4-16005 16 0.5 32 50 15.4 100 16 1 o
ST210-RN4-16005A 16 0.5 32 60 15.4 110 16 1 o
ST210-RN4-16010 16 1 32 50 15.4 100 16 1 o
ST210-RN4-16010A 16 1 32 70 15.4 120 16 1 o
ST210-RN4-16010B 16 1 32 80 15.4 130 16 1 o
ST210-RN4-16010C 16 1 32 60 15.4 110 16 1 O
ST210-RN4-16020 16 2 32 50 15.4 100 16 1 o
ST210-RN4-16020A 16 2 32 60 15.4 110 16 1 O
ST210-RN4-16030 16 3 32 50 15.4 100 16 1 ([ ]
ST210-RN4-16030A 16 3 32 70 15.4 120 16 1 ([
ST210-RN4-16030B 16 3 32 80 15.4 130 16 1 ([ J
ST210-RN4-16030C 16 3 32 60 15.4 110 16 1 O
ST210-RN4-16040 16 4 32 50 15.4 100 16 1 ([
ST210-RN4-16040A 16 4 32 60 15.4 110 16 1 ([
ST210-RN4-16050 16 5 32 50 15.4 100 16 1 O
ST210-RN4-16050A 16 5 32 60 15.4 110 16 1 O
ST210-RN4-16050B 16 5 32 70 15.4 120 16 1 o

@Stock OAvailable upon Order D Tol
D<16 803
D-16 S0
Unit (mm)
Workpiece Material
P M S|
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P572
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Solid Carbide Endmills | MILLING TOOLS

ST210-RN4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch and Long Neck

.
L1
L
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=i e 2 U L [

Please refer to page 167

) Continuation

Ordering Code D R Lc L1 d2 L d Figure No. Stock
ST210-RN4-16050C 16 5 32 80 15.4 130 16 1 O
ST210-RN4-20005 20 0.5 40 60 19.4 110 20 1 @
ST210-RN4-20005A 20 0.5 40 80 19.4 130 20 1 [ )
ST210-RN4-20010 20 1 40 60 19.4 110 20 1 @
ST210-RN4-20010A 20 1 40 80 19.4 130 20 1 [ )
ST210-RN4-20010B 20 1 40 70 19.4 120 20 1 [ )
ST210-RN4-20010C 20 1 40 100 19.4 150 20 1 [ )
ST210-RN4-20020 20 2 40 60 19.4 110 20 1 [ ]
ST210-RN4-20020A 20 2 40 80 19.4 130 20 1 [ ]
ST210-RN4-20030 20 3 40 60 19.4 110 20 1 (]
ST210-RN4-20030A 20 3 40 80 19.4 130 20 1 [ ]
ST210-RN4-20030B 20 3 40 100 19.4 150 20 1 (]
ST210-RN4-20030C 20 3 40 70 19.4 120 20 1 [ ]
ST210-RN4-20040 20 4 40 60 19.4 110 20 1 (]
ST210-RN4-20040A 20 4 40 80 19.4 130 20 1 O
ST210-RN4-20050 20 5 40 60 19.4 110 20 1 (]
ST210-RN4-20050A 20 5 40 80 19.4 130 20 1 (]
ST210-RN4-20050B 20 5 40 100 19.4 150 20 1 (]
ST210-RN4-20050C 20 5 40 70 19.4 120 20 1 @

@Stock OAvailable upon Order Tol
b<16 $03
p>16 S04

Unit (mm)
Workpiece Material
P M S|

1234 5 123 123 4

Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys

(<35HRC) (<48HRC)

O O © O @

© Most Suitable () Suitable

Recommended Cutting Data 3 P572
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ST210-RL5

5 Flutes, Cornor Raidus, with Unequal Tooth Pitch and Long Flute

=al--1<] UL
h6 Helix

Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
ST210-RL5-16005 16 0.5 48 100 16 1 O
ST210-RL5-16005A 16 0.5 80 130 16 1 o
ST210-RL5-20005 20 0.5 60 110 20 1 o
ST210-RL5-20005A 20 0.5 100 150 20 1 O
ST210-RL5-25005 25 0.5 75 155 25 1 O
ST210-RL5-25005A 25 0.5 125 205 25 1 O
@Stock OAvailable upon Order D Tol
o<16 §o
p-16 S04
Unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P573
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ST210-B4

4 Flutes, Ballnose, with Unequal Tooth Pitch

o
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L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
ST210-B4-02004 2 1 4 50 6 1 o
ST210-B4-03006 3 15 6 50 6 1 (
ST210-B4-04008 4 2 8 50 6 1 ([
ST210-B4-05010 5 2.5 10 50 6 1 O
ST210-B4-06012 6 3 12 50 6 2 o
ST210-B4-08014 8 4 14 60 8 2 o
ST210-B4-10018 10 5 18 75 10 2 o
ST210-B4-12022 12 6 22 75 12 2 o
ST210-B4-16030 16 8 30 100 16 2 o
ST210-B4-20038 20 10 38 100 20 2 ([
@Stock OAvailable upon Order R Tol
R<3 +0.010
3<R<6 +0.015
R<6 +0.020
Unit (mm)
Workpiece Material
P M S|
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O © O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P573
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SM200-TP2

2 Flutes, Ballnose, with Long Neck

”[G * \I s 9o Figl w

= CJEISIASE]
hé Helix Ballnose

Please refer to page 167

Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-TP2-1-12-50-d6 1 0.5 2.5 0.95 12 50 6 2 1 [ ]
SM200-TP2-1.5-14-50-d6 1.5 0.75 3 1.45 14 50 6 2 1 O
SM200-TP2-2-16-50-d6 2 1 3 1.95 16 50 6 2 1 O
SM200-TP2-3-16-50-d6 3 1.5 4 2.95 16 50 6 2 1 O

@Stock OAvailable upon Order R Tol
05<R<L5  +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
(©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P574
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Solid Carbide Endmills | MILLING TOOLS

SM200-RO2/R0O3

2/3 Flutes, Ballnose, with Long Neck Efi&#: DWX50, DWX30, DWX51D
Sf <
B e S == L C—————
| LoFigl
L 1
A <
= =01 - - U
c h6 Helix | Ballnose
L ‘«‘—1» Please refer to page 167
Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-R0O2-1.0-16-45 1 0.5 6 0.92 16 45 4 2 1 o
SM200-R02-2.0-16-45 2 1 8 1.92 16 45 4 2 1 (]
SM200-R02-0.6-6-50-d4 0.6 0.3 2 0.55 6 50 4 2 1 [ ]
SM200-R02-0.6-14-50-d4 0.6 0.3 2 0.55 14 50 4 2 1 O
SM200-R02-1-16-50-d4 1 0.5 6 0.95 16 50 4 2 1 [ ]
SM200-R0O2-1-20-50-d4 1 0.5 6 0.95 20 50 4 2 1 (]
SM200-R02-2-16-50-d4 2 1 8 1.95 16 50 4 2 1 [ ]
SM200-R02-2-20-50-d4 2 1 8 1.95 20 50 4 2 1 (]
SM200-R0O2-3-20-50-d4 3 1.5 10 2.95 20 50 4 2 1 o
SM200-R0O3-1-16-50-d4 1 0.5 6 0.95 16 50 4 3 2 O
SM200-R0O3-1-20-50-d4 1 0.5 6 0.95 20 50 4 3 2 O
SM200-R0O3-2-16-50-d4 2 1 8 1.95 16 50 4 3 2 O
SM200-R03-2-20-50-d4 2 1 8 1.95 20 50 4 3 2 O
SM200-R03-3-20-50-d4 3 15 10 2.95 20 50 4 3 2 O
@Stock OAvailable upon Order R Tol
03<R<L5  +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P574

GESAC _ 391




MILLING TOOLS | Solid Carbide Endmills

SM200-VH2/VH3

2/3 Flutes. Ballnose. with Long Neck Interchangeable equipment: 5Axes, Wieland, Brux
’ ’ Zir, EzMill, Jensen

e e _,
I Treesge ~ =
——
. L )
] —5 7
) — o - o Fig2
[ ©
. P @ e} | o0 (], \na

Please refer to page 167

Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-VH2-0.6-7-40-d3 0.6 0.3 2 0.55 7 40 3 2 1 O
SM200-VH2-0.6-11-40-d3 0.6 0.3 2 0.55 11 40 3 2 1 @)
SM200-VH2-1-17-40-d3 1 0.5 5 0.95 17 40 3 2 1 O
SM200-VH2-2-17-40-d3 2 1 8 1.95 17 40 3 2 1 O
SM200-VH3-1-16-40-d3 1 0.5 5 0.95 16 40 3 3 2 o
SM200-VH3-2-17-40-d3 2 1 8 1.95 17 40 3 3 2 (]

@Stock OAvailable upon Order R Tol
0.3<R<1 +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P574

392 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SM200-WIi2/W1I3

2/3 Flutes, Ballnose, with Long Neck Special equipment: Wieland

i

é{\ L
S ——— = %Fﬁ% fe! e i ———
9 L1 i

&r D%
S [rassse - f»
T s ghmmmen

L Please refer to page 167
Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-WI12-0.6-7-40-d3 0.6 0.3 2 0.55 7 40 3 2 1 O
SM200-WI12-0.7-7-40-d3 0.7 0.35 2 0.65 7 40 3 2 1 O
SM200-WI2-1-17-40-d3 1 0.5 5 0.95 17 40 3 2 1 O
SM200-WI2-2-17-40-d3 2 1 8 1.95 17 40 3 2 1 O
SM200-WI2-2.5-20-40-d3 2.5 1.25 10 2.45 20 40 3 2 1 o
SM200-WI3-1-17-40-d3 1 0.5 5 0.95 17 40 3 3 2 O
SM200-WI13-2-17-40-d3 2 1 8 1.95 17 40 3 3 2 O
SM200-WI3-2.5-20-40-d3 2.5 1.25 10 2.45 20 40 3 3 2 (]
@Stock OAvailable upon Order R Tol
03<R<125  +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P574
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MILLING TOOLS | Solid Carbide Endmills

SM200-IM2/IM3

2/3 Flutes, Ballnose, with Long Neck Special equipment: 250i
8, <
o ] M C- Fiol
| — - - ol ig 1 9_33
R L
L
8 <
1 — S xR
B == w4 B SSASE]
Le h& Ballnose
- [ ™~
L ] Please refer to page 167
Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-IM2-0.6-7-48-d3 0.6 0.3 2 0.55 7 48 3 2 1 O
SM200-IM2-0.65-12-48-d3 0.65 0.325 2 0.60 12 48 3 2 1 O
SM200-IM2-1-16-48-d3 1 0.5 2 0.95 16 48 3 2 1 ([
SM200-IM2-2-20-48-d3 2 1 8 1.95 20 48 3 2 1 (]
SM200-IM2-2.5-20-48-d3 2.5 1.25 9 2.45 20 48 3 2 1 o
SM200-IM3-1-16-48-d3 1 0.5 2 0.95 16 48 3 3 2 O
SM200-IM3-2-20-48-d3 2 1 8 1.95 20 48 3 3 2 O
SM200-IM3-2.5-20-48-d3 2.5 1.25 9 2.45 20 48 3 3 2 O
@Stock OAvailable upon Order R Tol
03<R<1.25  +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©

© Most Suitable () Suitable

Recommended Cutting Data 3 P574
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Solid Carbide Endmills | MILLING TOOLS

SM200-IM2/IM3

273 Flutes, Ballnose, with Lons Neck Interchangeable equipment: 450i, 540i, DMG
.
i === el ———
L u -
] 2
g E—_ CESSS e = @] | ]\ e

L1
Please refer to page 167

A% L

-

Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-IM2-0.6-7-53-d6 0.6 0.3 2 0.55 7 53 6 2 1 [ ]
SM200-IM2-0.65-12-53-d6 0.65 0.325 2 0.60 12 53 6 2 1 O
SM200-IM2-1-16-53-d6 1 0.5 2 0.95 16 53 6 2 1 o
SM200-IM2-2-20-53-d6 2 1 8 1.95 20 53 6 2 1 (]
SM200-1M2-2.5-20-53-d6 2.5 1.25 9 2.45 20 53 6 2 1 (]
SM200-IM3-1-16-53-d6 1 0.5 2 0.95 16 53 6 3 2 O
SM200-IM3-2-20-53-d6 2 1 8 1.95 20 53 6 3 2 O
SM200-IM3-2.5-20-53-d6 2.5 1.25 9 2.45 20 53 6 3 2 O

@Stock OAvailable upon Order R Tol
03<R<125  +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P574
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MILLING TOOLS | Solid Carbide Endmills

SM200-Z12/Z13

2/3 Flutes, Ballnose, with Long Neck Interchangeable equipment: M1, M5
&f ¢ » .
Ulﬂi F\ s of  Figl | —————
I TS e
L L1

d2

. %l ,
! — e =G D RSSO

L1
Please refer to page 167

Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-Z12-0.5-5-57-d3 0.5 0.25 3 0.45 5 57 3 2 1 o
SM200-Z12-0.5-5-50-d6 0.5 0.25 3 0.45 5 50 6 2 1 [ J
SM200-Z12-1-16-57-d3 1 0.5 6 0.95 16 57 3 2 1 [ ]
SM200-Z12-1-12-50-d6 1 0.5 6 0.95 12 50 6 2 1 [ J
SM200-Z12-2-18-57-d3 2 1 10 1.95 18 57 3 2 1 [ ]
SM200-Z12-2-18-50-d6 2 1 10 1.95 18 50 6 2 1 @)
SM200-ZI13-1-16-57-d3 1 0.5 6 0.95 16 57 3 3 2 O
SM200-ZI13-1-12-50-d6 1 0.5 6 0.95 12 50 6 3 2 @)
SM200-Z13-2-18-57-d3 2 1 10 1.95 18 57 3 3 2 O
SM200-ZI13-2-18-50-d6 2 1 10 1.95 18 50 6 3 2 @)

@Stock OAvailable upon Order R Tol

0.25<R<1.5 +0.007

Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©

© Most Suitable () Suitable

Recommended Cutting Data 3 P574
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Solid Carbide Endmills | MILLING TOOLS

SM200-Z12

2 Flutes, Ballnose, with Long Neck Special equipment: M1

K S

=GRS
hé Helix Ballnose

Please refer to page 167

Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-Z12-2-18-50-d6-R 2 1 3 1.95 18 50 6 2 1 O
SM200-Z12-3-18-50-d6 3 1.5 4 2.95 18 50 6 2 1 O

@Stock OAvailable upon Order R Tol
0.25<R<125  +0.007
Unit (mm)
Workpiece Material

123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium

Alloy
@)

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P574
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MILLING TOOLS | Solid Carbide Endmills

SM200-AR2/AR3

2/3 Flutes, Ballnose, with Long Neck

s S
-c[ — :é|\|§ ol Figl = s
E = =t .
ulﬂi - SIS <ol Figl = m 0
Le he m Ballnose

Please refer to page 167

Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-AR2-0.6-13-50-d6 0.6 0.3 2 0.55 13 50 6 2 1 [
SM200-AR2-0.6-13-63-d6 0.6 0.3 2 0.55 13 63 6 2 1 O
SM200-AR2-1-16-50-d6 1 0.5 6 0.95 16 50 6 2 1 o
SM200-AR2-1-16-63-d6 1 0.5 6 0.95 16 63 6 2 1 O
SM200-AR2-2-20-50-d6 2 1 8 1.95 20 50 6 2 1 o
SM200-AR2-2-20-63-d6 2 1 8 1.95 20 63 6 2 1 O
SM200-AR3-1-16-50-d6 1 0.5 6 0.95 16 50 6 3 2 O
SM200-AR3-1-16-63-d6 1 0.5 6 0.95 16 63 6 3 2 O
SM200-AR3-2-20-50-d6 2 1 8 1.95 20 50 6 3 2 O
SM200-AR3-2-20-63-d6 2 1 8 1.95 20 63 6 3 2 @)

@Stock OAvailable upon Order R Tol
03<R<L5  +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P575
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Solid Carbide Endmills | MILLING TOOLS

SM200-AR2

2 Flutes, Ballnose, with Long Neck

K3 @
Lc
L ‘ L1
by S
° — S - o Fig2 o
T— e = @)1 Ut
1 Helix Ballnose
L Please refer to page 167
Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock

SM200-AR2-1-8-50-d6 1 0.5 3 0.95 8 50 6 2 1 [ ]

SM200-AR2-1.5-10-50-d6 1.5 0.75 3 1.45 10 50 6 2 1 [ ]

SM200-AR2-2-12-50-d6 2 1 3 1.95 12 50 6 2 1 o

SM200-AR2-3-14-50-d6 3 15 2.5 2.95 14 50 6 2 1 o

@Stock OAvailable upon Order R Tol
03<R<L5  *0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
O

© Most Suitable () Suitable

Recommended Cutting Data 3 P575
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MILLING TOOLS | Solid Carbide Endmills

SM200-KL2

2 Flutes, Ballnose, with Long Neck

Do . m!'-o

© G — | o o) Figl
) ; 9
vou =201

Please refer to page 167

Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-KL2-0.6-7-40-d3 0.6 0.3 2 0.55 7 40 3 2 1 o
SM200-KL2-1.5-16-40-d3 1.5 0.75 6 1.45 16 40 3 2 1 o
SM200-KL2-1-16-40-d3 1 0.5 4 0.95 16 40 3 2 1 o
SM200-KL2-2-16-40-d3 2 1 8 1.95 16 40 3 2 1 o

@Stock OAvailable upon Order R Tol
03<R<1 +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©

© Most Suitable () Suitable

Recommended Cutting Data 3 P574
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Solid Carbide Endmills | MILLING TOOLS

SM200-XT2

2 Flutes, Ballnose, with Long Neck

o < ——— e
|

u] [I - - = ol Fig
‘ ) T R
on 3.\
Please refer to page 167
Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-XT2-0.6-5-50-d3 0.6 0.3 2 0.55 5 50 3 2 1 [ )
SM200-XT2-0.8-16-50-d3 0.8 0.4 6 0.72 16 50 3 2 1 o
SM200-XT2-1.5-16-50-d3 15 0.75 8 1.42 16 50 3 2 1 @
SM200-XT2-1-16-50-d3 1 0.5 6 0.95 16 50 3 2 1 o
SM200-XT2-2-16-50-d3 2 1 8 1.95 16 50 3 2 1 [ ]
SM200-XT2-2-22-50-d3 2 1 8 1.95 22 50 3 2 1 o
SM200-XT2-2-25-50-d3 2 1 8 1.95 25 50 3 2 1 O
SM200-XT2-0.6-6-50-d4 0.6 0.3 2 0.55 6 50 4 2 1 @
SM200-XT2-1.5-16-50-d4 15 0.75 8 1.45 16 50 4 2 1 [ ]
SM200-XT2-1-16-50-d4 1 0.5 6 0.95 16 50 4 2 1 [ )
SM200-XT2-2-16-50-d4 2 1 8 1.95 16 50 4 2 1 [ )
SM200-XT2-2-18-50-d4 2 1 8 1.95 18 50 4 2 1 [ )
@Stock OAvailable upon Order R Tol
03<R<L5 |  +0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
©

© Most Suitable () Suitable

Recommended Cutting Data 3 P575
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MILLING TOOLS | Solid Carbide Endmills

SM200-XT2

2 Flutes, Ballnose, with Long Neck

B, <
\] .
0 - e LT
‘ ] L1 c
psHaNed AICIN ‘ﬂ -
hé f m Ballnose
Please refer to page 167
Ordering Code D R Lc d2 L1 L d Flute Figure No. Stock
SM200-XT2-1-10-50-d4 1 0.5 2.5 0.95 10 50 4 2 1 o
SM200-XT2-2-12-50-d4 2 1 2.5 1.95 12 50 4 2 1 o
SM200-XT2-3-14-50-d4 3 15 4 2.95 14 50 4 2 2 o
@Stock OAvailable upon Order R Tol
03<R<15  *0.007
Unit (mm)
Workpiece Material
123 4 5 123 45
Titanium Alloy/
Aluminium Alloys Copper Alloys Zirconia Heat-resistant Alloys Cobalt-chromium
Alloy
O

© Most Suitable () Suitable

Recommended Cutting Data 3 P575
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SN200-R4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch

Solid Carbide Endmills |

MILLING TOOLS

ol ¢
e o] e i
T Lc
L
Q
ko] _ o Fig2 )
i =Cm=Emm
Lc h6 Helix
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SN200-R4-01001 1 0.1 3 50 4 1 O
SN200-R4-61001 1 0.1 3 50 6 1 o
SN200-R4-01501 15 0.1 4.5 50 4 1 O
SN200-R4-61501 15 0.1 4.5 50 6 1 o
SN200-R4-02002 2 0.2 6 50 4 1 o
SN200-R4-62002 2 0.2 6 50 6 1 o
SN200-R4-02005 2 0.5 6 50 4 1 o
SN200-R4-62005 2 0.5 6 50 6 1 o
SN200-R4-03002 3 0.2 8 50 4 1 O
SN200-R4-63002 3 0.2 8 50 6 1 o
SN200-R4-03005 3 0.5 8 50 4 1 o
SN200-R4-63005 3 0.5 8 50 6 1 o
SN200-R4-04002 4 0.2 11 50 4 2 o
SN200-R4-64002 4 0.2 11 50 6 1 o
SN200-R4-04005 4 0.5 11 50 4 2 O
SN200-R4-64005 4 0.5 11 50 6 1 o
SN200-R4-05002 5 0.2 13 50 6 1 o
SN200-R4-05005 5 0.5 13 50 6 1 o
@Stock OAvailable upon Order D Tol
D<12 o3
D>12 Soa
Unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P576

GESAC _ 403




MILLING TOOLS | Solid Carbide Endmills

SN200-R4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch

- =1 UL [

Please refer to page 167

) Continuation

Ordering Code D R Lc L d Figure No. Stock
SN200-R4-06002 6 0.2 15 50 6 2 ([
SN200-R4-06005 6 0.5 15 50 6 2 o
SN200-R4-06010 6 1 15 50 6 2 o
SN200-R4-06015 6 1.5 15 50 6 2 ()
SN200-R4-06020 6 2 15 50 6 2 O
SN200-R4-08002 8 0.2 20 60 8 2 o
SN200-R4-08005 8 0.5 20 60 8 2 o
SN200-R4-08010A 8 1 20 60 8 2 ()
SN200-R4-08015 8 1.5 20 60 8 2 o
SN200-R4-08020 8 2 20 60 8 2 o
SN200-R4-10002 10 0.2 25 75 10 2 ()
SN200-R4-10005 10 0.5 25 75 10 2 ([
SN200-R4-10010 10 1 22 T2 10 2 O
SN200-R4-10010A 10 1 25 75 10 2 o
SN200-R4-10015 10 1.5 25 75 10 2 o
SN200-R4-10020 10 2 25 75 10 2 o
SN200-R4-10025 10 2.5 25 75 10 2 o
SN200-R4-12002 12 0.2 26 83 12 2 o
SN200-R4-12005 12 0.5 26 83 12 2 o

@Stock OAvailable upon Order D Tol
D<12 o3
D>12 Soa
Unit (mm)
Workpiece Material
P M S|
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P576
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SN200-R4

4 Flutes, Cornor Raidus, with Unequal Tooth Pitch

ot
o E——

Solid Carbide Endmills

| MILLING TOOLS

Lc
L
@
o ] —r g
. =] L U
Lc h6 Helix
L Please refer to page 167
) Continuation
Ordering Code D R Lc L d Figure No. Stock
SN200-R4-12010 12 1 26 83 12 2 o
SN200-R4-12015 12 1.5 26 83 12 2 o
SN200-R4-12020 12 2 26 83 12 2 o
SN200-R4-12025 12 2.5 26 83 12 2 o
SN200-R4-12030 12 3 26 83 12 2 [
SN200-R4-16002 16 0.2 32 92 16 2 O
SN200-R4-16005 16 0.5 32 92 16 2 O
SN200-R4-16010 16 1 32 92 16 2 O
SN200-R4-16015 16 1.5 32 92 16 2 o
SN200-R4-16020 16 2 32 92 16 2 ([
SN200-R4-16025 16 2.5 32 92 16 2 o
SN200-R4-16030 16 3 32 92 16 2 O
SN200-R4-16040 16 4 32 92 16 2 o
SN200-R4-18010 18 1 32 92 18 2 O
SN200-R4-20002 20 0.2 38 100 20 2 O
SN200-R4-20010 20 1 38 100 20 2 O
SN200-R4-20020 20 2 38 100 20 2 O
SN200-R4-20030 20 3 38 100 20 2 O
@Stock OAvailable upon Order D Tol
b<12 o3
D>12 Soa
Unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O O O O

©) Most Suitable () Suitable

Recommended Cutting Data 3 P576
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MILLING TOOLS |

Solid Carbide Endmills

SN200-RH4

4 Flutes, Corner Radius, with Unequal Tooth Pitch, Long Shank
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‘ Lc

=R L U

Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
SN200-RH4-08010 8 1 20 75 1 o
SN200-RH4-08020 2 20 75 1 (
SN200-RH4-10010 10 1 25 100 10 1 o
SN200-RH4-10020 10 2 25 100 10 1 ([
SN200-RH4-12002 12 0.2 26 100 12 1 O
SN200-RH4-12010 12 1 26 100 12 1 ([
SN200-RH4-12020 12 2 26 100 12 1 o
SN200-RH4-16010 16 1 32 110 16 1 O
SN200-RH4-16020 16 2 32 110 16 1 O
SN200-RH4-16030 16 3 32 110 16 1 O
SN200-RH4-16040 16 4 32 110 16 1 [ ]

@Stock OAvailable upon Order D Tol
D<12 o3
b>12 Boa

Unit (mm)
Workpiece Material
P M S

1234 5 123 123 4

Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys

(<35HRC) (<48HRC)

O O O © O

©) Most Suitable () Suitable

Recommended Cutting Data 3 P576
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Solid Carbide Endmills | MILLING TOOLS

SN200-B4

4 Flutes,Ballnose,with Unequal Tooth Pitch

of— <
'c[ ~H7 —k 7701 Figl
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L
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Lo h6 Helix Ballnose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SN200-B4-02004 2 1 4 50 4 1 O
SN200-B4-62004 2 1 4 50 6 1 o
SN200-B4-03006 3 1.5 6 50 4 1 O
SN200-B4-63006 3 1.5 6 50 6 1 o
SN200-B4-04008 4 2 8 50 4 2 O
SN200-B4-64008 4 2 8 50 6 1 ([
SN200-B4-05010 5 2.5 10 50 6 1 ([
SN200-B4-06012 6 3 12 50 6 2 o
SN200-B4-08014 8 4 14 60 8 2 o
SN200-B4-10018 10 5 18 75 10 2 o
SN200-B4-12022 12 6 22 75 12 2 o
@Stock OAvailable upon Order R Tol
R<2 +0.010
2<R<3 +0.015
R>3 +0.020
Unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P577
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MILLING TOOLS | Solid Carbide Endmills

SN200-BH4

4 Flutes, Ballnose,with Unequal Tooth Pitch, Long Shank

<«
L 1 Figl
‘ Lc F
L L sHAnK TiAIN
‘ amt U e RS )

Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
SN200-BH4-08014 8 4 14 75 8 1 @
SN200-BH4-10018 10 5 18 100 10 1 (]
SN200-BH4-12022 12 6 22 100 12 1 [ ]

@Stock OAvailable upon Order R Tol
R>3 +0.020
Unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon Steel, Alloy Steel,
Alloy Steel Tool Steel Stainless Steel Heat-resistant Alloys Titanium Alloys
(<35HRC) (<48HRC)
O O O @ O

© Most Suitable () Suitable

Recommended Cutting Data 3 P577

408 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SD200-CN

8/12 Flutes, Rhombic Teeth

- =L [

Please refer to page 167

Ordering Code D Lc L d Flute Figure No. Stock
SD200-CN8-02008 2 8 50 4 8 1 o
SD200-CN8-04010 4 10 50 4 8 2 o
SD200-CN12-06015 6 15 60 6 12 2 o
SD200-CN12-08020 8 20 60 8 12 2 o
SD200-CN12-10025 10 25 75 10 12 2 o
SD200-CN12-12030 12 30 85 12 12 2 @)

@Stock OAvailable upon Order D Tol
4<p<12 | G4
Unit (mm)
Workpiece Material
1234 5 123 123 4 5
Carbon Steel, Alloy Steel, Carbon fiber, glass
Alloy Steel Tool Steel Stainless Steel Aluminium Alloys Copper Alloys fiber,composite
(<35HRC) (<48HRC) material
@)

© Most Suitable () Suitable

Recommended Cutting Data 3 P578

GESAC _ 409




MILLING TOOLS | Solid Carbide Endmills

SH160-S2

2 Flutes, Standard Length, Square

_ [
vLﬂi A 1%%1 Figl w

L

oS¢ - =nmEen

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH160-S2-00501 0.5 15 50 4 1 o
SH160-52-01003 1 3 50 4 1 o
SH160-S2-01504 1.5 4 50 4 1 o
SH160-52-02006 2 6 50 4 1 o
SH160-52-02508 2.5 8 50 4 1 o
SH160-52-03009 3 9 50 4 1 o
SH160-52-63009 3 9 50 6 1 o
SH160-52-04010 4 10 50 4 2 o
SH160-S2-64010 4 10 50 6 1 o
SH160-S2-05013 5 13 50 6 1 o
SH160-S2-06015 6 15 50 6 2 o

@Stock OAvailable upon Order D Tol

D<12 S0

D>12 %03

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<35HRC) (<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
@)

© Most Suitable () Suitable

Recommended Cutting Data 3 P579

410 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH160-S2

2 Flutes, Standard Length, Square

of
ol | - I Figl w
T =¥ k_ ,

L

=S~ =rm=Em

L Please refer to page 167

) Continuation

Ordering Code D Lc L d Figure No. Stock
SH160-S2-07020 7 20 60 1 o
SH160-S2-08020 8 20 60 2 o
SH160-52-09023 9 23 75 10 1 O
SH160-S2-10025 10 25 75 10 2 o
SH160-S2-11028 11 28 75 12 1 o
SH160-S2-12030 12 30 75 12 2 O
SH160-S2-13032 13 32 100 14 1 o
SH160-S2-14034 14 34 100 14 2 o
SH160-S2-16036 16 36 100 16 2 O
SH160-52-18040 18 40 100 18 2 O
SH160-52-20045 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol
D<12 S0
D>12 L3

Unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel i ch Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<35HRC) (<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
©

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579

GESAC _ 411




MILLING TOOLS | Solid Carbide Endmills

SH160-54

4 Flutes, Standard Length, Square

&#
vlﬂi a —’ﬁ»o Figl

Lc

L

=SS~ =S UL

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH160-S4-01003 1 3 50 4 1 [ ]
SH160-S4-01504 15 4 50 4 1 (]
SH160-54-02006 2 6 50 4 1 [ ]
SH160-S4-02508 2.5 8 50 4 1 (]
SH160-54-03009 3 9 50 4 1 [ ]
SH160-S4-63009 3 9 50 6 1 (]
SH160-54-04010 4 10 50 4 2 [ ]
SH160-S4-64010 4 10 50 6 1 (]
SH160-S4-05013 5 13 50 6 1 [ ]
SH160-S4-06015 6 15 50 6 2 (]
SH160-S4-07020 7 20 60 8 1 [ ]

@Stock OAvailable upon Order D Tol

D<12 o

D>12 Sos

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel > o ) Hardened Steel Hardened Steel Hardened Steel
?Q%ﬁtﬁg)l (<48HRC) Ma(rtfggﬁfq%eel (45-55HRC) (55-60HRC) (>60HRC)
@)

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579

412 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH160-54

4 Flutes, Standard Length, Square

ol
© —\ i ' N
:Eﬂi 4@“ o} Figl ﬂ
L
g S L =CmsEm
Lc i m

L Please refer to page 167
) Continuation
Ordering Code D Lc L d Figure No. Stock
SH160-S4-08020 8 20 60 8 2 o
SH160-S4-09023 9 23 75 10 1 [
SH160-54-10025 10 25 75 10 2 o
SH160-S4-11028 11 28 75 12 1 o
SH160-54-12030 12 30 75 12 2 ([
SH160-S4-13032 13 32 100 14 1 O
SH160-54-14034 14 34 100 14 2 [
SH160-S4-15036 15 36 100 16 1 o
SH160-S4-16036 16 36 100 16 2 (
SH160-54-18040 18 40 100 18 2 O
SH160-54-20045 20 45 100 20 2 o
@Stock OAvailable upon Order D Tol
D<12 S0
b>12 Qo3
Unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<35HRO) (<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
@)

© Most Suitable () Suitable

Recommended Cutting Data 3 P579

GESAC _ 413




MILLING TOOLS | Solid Carbide Endmills

SH160-SH4

4 Flutes, Long Shank Length, Square

o E—— RIS

L

T L =g e UL
Lc 1 Helix

.o |

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH160-SH4-03012 3 12 75 4 1 [ ]
SH160-SH4-04015 4 15 75 4 2 o
SH160-SH4-06020 6 20 100 6 2 [ )
SH160-SH4-08025 8 25 100 8 2 (]
SH160-SH4-10030 10 30 100 10 2 [ )
SH160-SH4-12035 12 35 100 12 2 (]
@Stock OAvailable upon Order D Tol
D<12 Sw
D>12 B3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel > o ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<35HRC) (<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
O

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579

414 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH160-S6

6 Flutes, Standard Length, Square

S E—— D
T L Lc

=S UL

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH160-S6-06015 6 15 50 1 o
SH160-S6-08020 8 20 60 1 ([
SH160-S6-10025 10 25 75 10 1 o
SH160-S6-12030 12 30 75 12 1 o
SH160-56-16036 16 36 100 16 1 O
SH160-S6-20045 20 45 100 20 1 o

@Stock OAvailable upon Order D Tol
D<12 $n
p>12 o3

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
fg%ﬁtgg)' (<48HRC) Martensite Steel (45-55HRC) (55-60HRC) (>60HRC)
@)
© Most Suitable () Suitable

Recommended Cutting Data 3 P579

GESAC _ 415




MILLING TOOLS | Solid Carbide Endmills

SH160-R2

2 Flutes, Corner Radius

I+

Figl m
Lc — ~
= @] Sk
Lc 3 Helix

Il

L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock

SH160-R2-02002 2 6 0.2 50 4 1 o
SH160-R2-02003 2 6 0.3 50 4 1 o
SH160-R2-03003 3 9 0.3 50 4 1 o
SH160-R2-03005 3 9 0.5 50 4 1 ([
SH160-R2-04003 4 10 0.3 50 4 2 @)
SH160-R2-04005 4 10 0.5 50 4 2 ([
SH160-R2-04010 4 10 1 50 4 2 O
SH160-R2-05003 5 13 0.3 50 6 1 O
SH160-R2-05005 5 13 0.5 50 6 1 O
SH160-R2-05010 5 13 1 50 6 1 @)
SH160-R2-06003 6 15 0.3 50 6 2 ([
SH160-R2-06005 6 15 0.5 50 6 2 o

@Stock OAvailable upon Order D Tol

D<12 o

b>12 B3

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel > o ) Hardened Steel Hardened Steel Hardened Steel
?Q%ﬁtﬁg)l (<48HRC) Ma(rtfggﬁfq%eel (45-55HRC) (55-60HRC) (>60HRC)
@)

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579

416 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH160-R2

2 Flutes, Corner Radius

vLﬂi ik {;&% Figl m

Lc

T =3 <= QL UL

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
SH160-R2-06010 6 15 1 50 2 o
SH160-R2-08005 8 20 0.5 60 2 (
SH160-R2-08010 8 20 1 60 2 O
SH160-R2-10005 10 25 0.5 75 10 2 O
SH160-R2-10010 10 25 1 75 10 2 O
SH160-R2-10015 10 25 1.5 75 10 2 O
SH160-R2-10020 10 25 2 75 10 2 o
SH160-R2-12005 12 30 0.5 75 12 2 o
SH160-R2-12010 12 30 1 75 12 2 O
SH160-R2-12015 12 30 15 75 12 2 O
SH160-R2-12020 12 30 2 75 12 2 O

@Stock OAvailable upon Order D Tol
D<12 802
b>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
fg%ﬁtgg)' (<48HRC) Ma{fggﬁ%égeel (45-55HRC) (55-60HRC) (>60HRC)
@)

© Most Suitable () Suitable

Recommended Cutting Data 3 P579

GESAC _ 417




MILLING TOOLS | Solid Carbide Endmills

SH160-R4

4 Flutes, Corner Radius

of <
e =g UL

L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH160-R4-01002 1 3 0.2 50 4 1 [ )
SH160-R4-02002 2 6 0.2 50 4 1 o
SH160-R4-02005 2 6 0.5 50 4 1 [ ]
SH160-R4-03002 3 9 0.2 50 4 1 [ )
SH160-R4-03003 3 9 0.3 50 4 1 [ }
SH160-R4-03005 3 9 0.5 50 4 1 [ )
SH160-R4-63003 3 8 0.3 50 6 1 [ }
SH160-R4-63005 3 8 0.5 50 6 1 [ )
SH160-R4-04002 4 10 0.2 50 4 2 @
SH160-R4-04003 4 10 0.3 50 4 2 ( }
SH160-R4-04005 4 10 0.5 50 4 2 [ )
SH160-R4-04010 4 10 1 50 4 2 ( }
@Stock OAvailable upon Order D Tol
D<12 o
D>12 L3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel iy ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<35HRC) (<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
©)

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579

418 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH160-R4

4 Flutes, Corner Radius

of &
“HIi - #}%ﬁﬂ Figl Mm

L
Q-.
== e =gl UL
Le h6 Helix
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
SH160-R4-64002 4 10 0.2 50 6 1 [ )
SH160-R4-64003 4 10 0.3 50 6 1 o
SH160-R4-64005 4 10 0.5 50 6 1 [ )
SH160-R4-64010 4 10 1 50 6 1 o
SH160-R4-05003 5 13 0.3 50 6 1 O
SH160-R4-05005 5 13 0.5 50 6 1 (]
SH160-R4-05010 5 13 1 50 6 1 o
SH160-R4-06002 6 15 0.2 50 6 2 [ )
SH160-R4-06003 6 15 0.3 50 6 2 @
SH160-R4-06005 6 15 0.5 50 6 2 [ )
SH160-R4-06010 6 15 1 50 6 2 (]
SH160-R4-08002 8 20 0.2 60 8 2 o
@Stock OAvailable upon Order D Tol
D12 o
D>12 L3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel iy ) Hardened Steel Hardened Steel Hardened Steel
f‘g%%ﬁt;g; (<48HRC) Ma(rtfggﬁggeel (45-55HRC) (55-60HRC) (>60HRC)
©

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579

GESAC _ 419




MILLING TOOLS | Solid Carbide Endmills

SH160-R4

4 Flutes, Corner Radius

&IK
uﬁli — > -o| Figl hﬁﬁﬁm

L

= e =Cm=m

L Please refer to page 167

)

) Continuation

Ordering Code D Lc R L d Figure No. Stock
SH160-R4-08003 8 20 0.3 60 2 o
SH160-R4-08005 8 20 0.5 60 2 [ ]
SH160-R4-08010 8 20 1 60 2 o
SH160-R4-10005 10 25 0.5 75 10 2 ()
SH160-R4-10010 10 25 1 75 10 2 o
SH160-R4-10015 10 25 15 75 10 2 (]
SH160-R4-10020 10 25 2 75 10 2 o
SH160-R4-12003 12 30 0.3 75 12 2 [ )
SH160-R4-12005 12 30 0.5 75 12 2 o
SH160-R4-12010 12 30 1 75 12 2 [ )
SH160-R4-12015 12 30 15 75 12 2 o
SH160-R4-12020 12 30 2 75 12 2 [ )

@Stock OAvailable upon Order D Tol
D12 S0
D>12 Jos
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel D i oh Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<35HRC) (<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
©

© Most Suitable () Suitable

Recommended Cutting Data 3 P579

420 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH160-RH4

4 Flutes, Corner Radius, with Long Shank Length

Figl = w;zmw
. =L UL

L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock

SH160-RH4-04005 4 10 0.5 75 4 2 o
SH160-RH4-06005 6 15 0.5 75 6 2 o
SH160-RH4-06010 6 15 1 75 6 2 o
SH160-RH4-08005 8 20 0.5 100 8 2 o
SH160-RH4-08010 8 20 1 100 8 2 o
SH160-RH4-10005 10 25 0.5 100 10 2 ([ ]
SH160-RH4-10010 10 25 1 100 10 2 o
SH160-RH4-12005 12 30 0.5 100 12 2 o
SH160-RH4-12010 12 30 1 100 12 2 ([

@Stock OAvailable upon Order D Tol

D12 o

D>12 L3

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel iy ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<35HRC) (<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
©

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579

GESAC _ 421




MILLING TOOLS | Solid Carbide Endmills

SH160-B2

2 Flutes, Ballnose

-r::li«Hi —ér(\ % Figl

Lc |
LS
° " J— i o
d | =l Um
Lo h6 Helix Ballnose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH160-B2-00501 0.5 0.25 1 50 4 1 o
SH160-B2-01002 1 0.5 2 50 4 1 o
SH160-B2-01503 15 0.75 3 50 4 1 o
SH160-B2-02004 2 1 4 50 4 1 o
SH160-B2-02505 2.5 1.25 5 50 4 1 o
SH160-B2-03006 3 1.5 6 50 4 1 o
SH160-B2-04008 4 2 8 50 4 2 o
SH160-B2-05010 5 2.5 10 50 6 1 ([
SH160-B2-06012 6 3 12 50 6 2 o
SH160-B2-07014 7 3.5 14 60 8 1 o
SH160-B2-08014 8 4 14 60 8 2 ([
SH160-B2-09016 9 4.5 16 75 10 1 o
@Stock OAvailable upon Order R Tol
R<L5 o1
15<R<3 Q15
R>3 So
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel D i of Hardened Steel Hardened Steel Hardened Steel
f‘ﬂ%ﬁ%&' (<48HRC) Ma{fg‘gﬁ%g"el (45-55HRC) (55-60HRC) (>60HRC)
©

© Most Suitable () Suitable

Recommended Cutting Data 3 P579
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Solid Carbide Endmills | MILLING TOOLS

SH160-B2

2 Flutes, Ballnose

bl 2
-cl ~H7 —\ foi Figl
1 Lc
L
Q‘
o _ .
d | =1 Un
Lc S % Ballnose
L Please refer to page 167
) Continuation
Ordering Code D R Lc L d Figure No. Stock
SH160-B2-10018 10 5 18 75 10 2 o
SH160-B2-11020 11 5.5 20 75 12 1 o
SH160-B2-12022 12 6 22 75 12 2 o
SH160-B2-14024 14 7 24 100 14 2 o
SH160-B2-16026 16 8 26 100 16 2 o
SH160-B2-20030 20 10 30 100 20 2 ([ ]
@Stock OAvailable upon Order R Tol
R<LS o1
15<R<3 | Qg5
R>3 S0
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel e Hardened Steel Hardened Steel Hardened Steel
’(‘Eggat;g; (<48HRC) Ma(rtfggﬁ%%ee‘ (45-55HRC) (55-60HRC) (>60HRC)
©

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579
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MILLING TOOLS | Solid Carbide Endmills

SH160-BH2

2 Flutes, Ballnose, with Long Shank Length

_ gL <

L
«
o " [— H o
d = =1 Um
Lo 6 Helix Ballnose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH160-BH2-04008 4 2 8 75 4 2 o
SH160-BH2-06012 3 12 100 2 (
SH160-BH2-08014 8 4 14 100 8 2 o
SH160-BH2-10018 10 5 18 100 10 2 o
SH160-BH2-12024 12 6 24 100 12 2 ([
@Stock OAvailable upon Order R Tol
R<L5 o
15<R<3 Q015
R=3 S0z
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel P i op Hardened Steel Hardened Steel Hardened Steel
fﬂ%ﬁtgg)‘ (<48HRC) Martensite Steel (45-55HRC) (55-60HRC) (>60HRC)
©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P579
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Solid Carbide Endmills | MILLING TOOLS

SH160-B4

4 Flutes, Ballnose

of &
'cl ﬂi Y oi Figl ( — ; —
4 LC . -
L
Q‘
J T = o Fi Al 20T U
d E 311 Ut
Lc (&3 l_‘ % Ballnose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH160-B4-02004 2 1 4 50 4 1 o
SH160-B4-03006 3 1.5 6 50 4 1 o
SH160-B4-04008 4 2 8 50 4 2 o
SH160-B4-05010 5 2.5 10 50 6 1 ([
SH160-B4-06012 6 3 12 50 6 2 o
SH160-B4-07014 7 3.5 14 60 8 1 ([ ]
SH160-B4-08014 8 4 14 60 8 2 o
SH160-B4-09016 9 4.5 16 75 10 1 o
SH160-B4-10018 10 5 18 75 10 2 o
SH160-B4-11020 11 5.5 20 75 12 1 o
SH160-B4-12022 12 6 22 75 12 2 o
SH160-B4-16026 16 8 26 100 16 2 @)
@Stock OAvailable upon Order R Tol
RSL5 o1
15<R<3 | Q015
R>3 o2
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel iy ) Hardened Steel Hardened Steel Hardened Steel
’(‘Eggat;g)l (<48HRC) Ma(rtgggﬁggee‘ (45-55HRC) (55-60HRC) (>60HRC)
©

©) Most Suitable () Suitable

Recommended Cutting Data 3 P579
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MILLING TOOLS | Solid Carbide Endmills

SH260-S2-H

2 Flutes, Standard Length, Square

&7
\ )
ol i ==
Lc
L
,,Iﬂ o E Fig2 351 [ |
| < =ol--=1 UL
Lc h6 Helix
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH260-S2-1-2.5-H 1 2.5 50 4 1 o
SH260-S2-1.5-6-H 1.5 6 50 4 1 [ J
SH260-52-2-5-H 2 5 50 4 1 o
SH260-S2-3-7.5-H 3 7.5 50 4 1 [ J
SH260-52-4-10-H 4 10 50 4 2 o
SH260-S2-5-12.5-H 5 12.5 50 6 1 [ J
SH260-S2-6-15-H 6 15 50 6 2 o
SH260-S2-8-20-H 8 20 60 8 2 [ ]
SH260-52-10-25-H 10 25 75 10 2 ([ J
SH260-S2-12-30-H 12 30 75 12 2 (]
@Stock OAvailable upon Order D Tol
D<6 B
D>6 So
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
(AQO sﬂg‘él) (35-48HRC) Martensite Steel (45-55HRC) (55-60HRC) (> 60HRC)
O @ © © O

© Most Suitable

(O Suitable

Recommended Cutting Data ¢ P580
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Solid Carbide Endmills | MILLING TOOLS

SH260-SN2-H

2 Flutes, Long Neck, Square

T =3 = —e e

L1
=i =@l UL |1

‘ L1
L Please refer to page 167

Ordering Code D Lc d2 L1 L d Figure No.  Stock
SH260-SN2-0.6-5.5-H 0.6 0.9 0.57 5.5 50 4 1 o
SH260-SN2-0.8-2.5-H 0.8 1.2 0.76 2.5 50 4 1 ([
SH260-SN2-0.8-5-H 0.8 1.2 0.76 5 50 4 1 (]
SH260-SN2-0.8-7-H 0.8 1.2 0.76 7 50 4 1 o
SH260-SN2-1-3-H 1 1.5 0.96 3 50 4 1 o
SH260-SN2-1-4-H 1 1.5 0.96 4 50 4 1 o
SH260-SN2-1-6-H 1 15 0.96 6 50 4 1 o
SH260-SN2-1-8-H 1 15 0.96 8 50 4 1 o
SH260-SN2-1-10-H 1 15 0.96 10 50 4 1 o
SH260-SN2-1.5-6-H 15 2.5 1.44 6 50 4 1 o
SH260-SN2-1.5-10-H 15 2.5 1.44 10 50 4 1 o
SH260-SN2-2-6-H 2 3 1.92 6 50 4 1 o
SH260-SN2-2-8-H 2 3 1.92 8 50 4 1 o

@Stock OAvailable upon Order D Tol
D<6 So1
D>6 S0
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel D i of Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel

( < 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)

O @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P580
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MILLING TOOLS | Solid Carbide Endmills

SH260-SN2-H

2 Flutes, Long Neck, Square

o
S

= —_—

Tt - =RESE0m

L1
L Please refer to page 167

) Continuation

Ordering Code D Lc d2 L1 L d Figure No.  Stock
SH260-SN2-2-10-H 2 3 1.92 10 50 4 1 (]
SH260-SN2-2-12-H 2 3 1.92 12 50 4 1 (]
SH260-SN2-2.5-13-H 2.5 3.8 2.4 13 50 4 1 (]
SH260-SN2-3-9-H 3 4.5 2.88 9 50 4 1 (]
SH260-SN2-3-18-H 3 4.5 2.88 18 50 4 1 o
SH260-SN2-4-12-H-6 4 3.8 12 60 6 1 (]
SH260-SN2-4-24-H-6 4 3.8 24 60 6 1 (]
SH260-SN2-5-15-H 5 7.5 4.8 15 60 6 1 (]
SH260-SN2-5-25-H 5 7.5 4.8 25 75 6 1 o
SH260-SN2-6-18-H 6 5.8 18 75 6 2 (]
SH260-SN2-6-36-H 6 5.8 36 75 6 2 (]

@Stock OAvailable upon Order D Tol
D<6 01
D>6 Lo
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mopsied!  Alofedl  wanensfecil | Mojlenedgteel  Heensagteel | Hadoped Stel
O © © © O

© Most Suitable () Suitable

Recommended Cutting Data ¢ P580
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Solid Carbide Endmills | MILLING TOOLS

SH260-S4-H

4 Flutes, Standard Length, Square

&
X

e TR

Lc o
= =g 0L

T
2|

L Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH260-S4-1-2.5-H 1 25 50 4 1 o
SH260-54-1-2.5-H-6 1 2.5 50 6 1 o
SH260-54-1.5-4-H 1.5 4 50 4 1 o
SH260-54-2-5-H 2 D) 50 4 1 ([
SH260-54-2.5-6-H 2.5 6 50 4 1 ([
SH260-54-3-8-H 3 8 50 4 1 (
SH260-54-3-8-H-3 3 8 50 3 2 (
SH260-54-3-9-H-6 3 9 50 6 1 ([
SH260-S4-4-10-H 4 10 50 4 2 ([
SH260-54-5-13-H 5 13 50 6 1 ([
SH260-54-6-15-H 6 15 50 6 2 o
SH260-54-8-20-H 8 20 60 8 2 o
SH260-54-10-25-H 10 25 75 10 2 ([
SH260-54-10-30-H 10 30 75 10 2 o
SH260-54-12-30-H 12 30 75 12 2 o
SH260-54-12-36-H 12 36 75 12 2 ([
SH260-54-14-35-H 14 35 100 14 2 o
SH260-S4-16-40-H 16 40 100 16 2 o
SH260-S4-20-50-H 20 50 100 20 2 o

@Stock OAvailable upon Order D Tol

D<6 So1

e<p<12 | §p

D>12 So3

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
ol flogfeel waondeSen  Myieedseel Hagepgsiel  Hadencdgice
O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-S4A-H

4 Flutes, Standard Length, Square,45°Helix Angle
S
i — 4@4 o SRR S
Lc ) )
L
vLH — il Fiez P4‘ TAICISN mﬂ !gE

Lc l‘
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

SH260-S4A-1-3-H 1 3 50 4 1 o
SH260-S4A-1.5-4-H 1.5 4 50 4 1 [ )
SH260-S4A-2-5-H 2 5 50 4 1 o
SH260-S4A-2.5-6-H 2.5 6 50 4 1 [ )
SH260-S4A-3-8-H 3 8 50 4 1 o
SH260-S4A-4-10-H 4 10 50 4 2 [ )
SH260-S4A-5-13-H 5 13 50 6 1 o
SH260-S4A-6-15-H 6 15 50 6 2 (]
SH260-S4A-8-20-H 8 20 60 8 2 ([
SH260-S4A-10-25-H 10 25 75 10 2 (]
SH260-S4A-10-30-H 10 30 75 10 2 o
SH260-S4A-12-30-H 12 30 75 12 2 (]
SH260-S4A-16-45-H 16 45 100 16 2 ([
SH260-S4A-20-50-H 20 50 100 20 2 O

@Stock OAvailable upon Order D Tol

D<6 S

6<D<12 S

D>12 Lo3

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
(A2° 5?}3%‘) (35-48HRC) Ma(rtgrgss'ﬁRsct)ee‘ (45-55HRC) (55-60HRC) (> 60HRC)
O © © © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-SH4-H

4 Flutes, Long Shank Length, Square

Y
\

— %@ﬂ Fgt ———— AW

L
B~ E =L HL

Lc

d

i

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock

SH260-SH4-1-60-H 1 2.5 60 4 1 ([
SH260-SH4-2-60-H 2 60 4 1 o
SH260-SH4-3-60-H 3 60 4 1 o
SH260-SH4-3-60-H-6 3 60 6 1 ([
SH260-SH4-4-60-H 4 10 60 4 2 ([
SH260-SH4-4-75-H 4 10 75 4 2 o
SH260-SH4-4-60-H-6 4 10 60 6 1 o
SH260-SH4-4-75-H-6 4 10 75 6 1 o
SH260-SH4-5-60-H 5 13 60 6 1 o
SH260-SH4-6-60-H 6 15 60 6 2 o
SH260-SH4-6-75-H 6 15 75 6 2 o
SH260-SH4-8-75-H 8 20 75 8 2 o
SH260-SH4-8-100-H 8 20 100 8 2 o
SH260-SH4-10-100-H 10 25 100 10 2 o
SH260-SH4-12-100-H 12 30 100 12 2 o
SH260-SH4-12-120-H 12 30 120 12 2 o
SH260-SH4-16-150-H 16 40 150 16 2 ([
SH260-SH4-20-150-H 20 50 150 20 2 O

@Stock OAvailable upon Order D Tol

D<6 So1

6<D<12 S0

D>12 803

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
opsiesl'  plojsted  wanenaioctel | Molepedsteel | Heenedgteel | Hadeped Siel
O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-SH4A-H

4 Flutes, Long Shank, Square,45°Helix Angle

&
o fF— — | = o] e )
T Lc o
L
o ] - 71 . -
| i =R UL
Lo hé l‘ Helix
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH260-SH4A-3-60-H 3 9 60 4 1 O
SH260-SH4A-4-60-H 4 12 60 4 2 o
SH260-SH4A-4-75-H-6 4 12 75 6 1 o
SH260-SH4A-5-60-H 5 15 60 6 1 o
SH260-SH4A-6-75-H 6 18 75 6 2 o
SH260-SH4A-6-100-H 6 18 100 6 2 o
SH260-SH4A-8-75-H 8 24 75 8 2 [ )
SH260-SH4A-8-100-H 8 24 100 8 2 ([
SH260-SH4A-10-100-H 10 30 100 10 2 o
SH260-SH4A-12-100-H 12 36 100 12 2 o
SH260-SH4A-16-150-H 16 48 150 16 2 o
SH260-SH4A-20-150-H 20 60 150 20 2 O
@Stock OAvailable upon Order D Tol
D<6 o1
6<D<12 L
D>12 So3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(<4sHRO) (35-48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O © © @) O
© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-SN4-H

4 Flutes, Long Neck, Square

Figt mﬂ
- =/~ L

Please refer to page 167

Ordering Code D Lc d2 L1 L d Figure No.  Stock
SH260-S N4-1-3-H 1 2 0.96 3 50 4 1 ([
SH260-SN4-1-6-H 1 2 0.96 6 50 4 1 o
SH260-SN4-2-6-H 2 4 1.92 6 50 4 1 ([
SH260-SN4-2-6-H-6 2 4 1.92 6 50 6 1 ([
SH260-SN4-2-12-H 2 4 1.92 12 50 4 1 o
SH260-SN4-2.5-10-H 2.5 5 2.4 10 60 4 1 o
SH260-SN4-3-9-H 3 6 2.88 9 50 4 1 o
SH260-SN4-3-18-H-6 3 6 2.88 18 60 6 1 o
SH260-SN4-4-12-H 4 8 3.8 12 60 4 2 o
SH260-SN4-4-24-H-6 4 8 3.8 24 60 6 1 o
SH260-SN4-5-15-H 5 10 4.8 15 60 6 1 o
SH260-SN4-6-18-H 6 12 5.8 18 75 6 2 o
SH260-SN4-6-24-H 6 12 5.8 24 75 6 2 o
SH260-SN4-8-24-H 8 16 7.8 24 75 8 2 ([
SH260-SN4-8-32-H 8 16 7.8 32 100 8 2 (
SH260-SN4-10-30-H 10 20 9.8 30 100 10 2 ([
SH260-SN4-10-40-H 10 20 9.8 40 100 10 2 ([
SH260-SN4-12-36-H 12 24 11.8 36 100 12 2 O

@Stock OAvailable upon Order D Tol
D<6 So1
6<p<12  J4y
D>12 L3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Moysed ' (loUSed  waendeSie | Mdepeddtel  Haglomsgieel  Hardeped Sgel
O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-SL4-H

4 Flutes, Long Flute, Square

Figl _&\‘
L
o S B
CESSI o« =L UL
Lc i
L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH260-SL4-1-5-H 1 5 50 4 1 ([
SH260-SL4-2-10-H 2 10 50 4 1 o
SH260-SL4-3-15-H 3 15 50 4 1 ([
SH260-SL4-4-16-H 4 16 60 4 2 ([
SH260-SL4-4-20-H-6 4 20 60 6 1 o
SH260-SL4-5-20-H 5 20 60 6 1 o
SH260-SL4-6-24-H 6 24 75 6 2 ([
SH260-SL4-8-32-H 8 32 75 8 2 ([
SH260-SL4-8-35-H 8 35 100 8 2 o
SH260-SL4-10-40-H 10 40 100 10 2 ([
SH260-SL4-10-50-H 10 50 120 10 2 ([
SH260-SL4-12-50-H 12 50 120 12 2 ([
SH260-SL4-16-60-H 16 60 150 16 2 o
@Stock OAvailable upon Order D Tol
<6 Bo1
e<p<12 | §p
D>12 So3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
(Ago 55Ht§‘él) (35-48HRC) Ma(rtgrgss'heRsct)ee‘ (45-55HRC) (55-60HRC) (> 60HRC)
O O © © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-SL4A-H

4 Flutes, Long Flute, Square, 45°Helix Angle

IS
Lc
L

[ SSSSSYE - =) L L

o

o

T Lo
‘ L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH260-SL4A-3-12-H-6 3 12 50 6 1 o
SH260-SL4A-4-16-H 4 16 60 4 2 o
SH260-SL4A-5-20-H 5 20 60 6 1 ([
SH260-SL4A-6-24-H 6 24 75 6 2 ([
SH260-SL4A-8-36-H 8 36 100 8 2 o
SH260-SL4A-10-45-H 10 45 100 10 2 o
SH260-SL4A-10-50-H 10 50 150 10 2 o
SH260-SL4A-12-50-H 12 50 100 12 2 o
SH260-SL4A-12-60-H 12 60 150 12 2 o
SH260-SL4A-16-65-H 16 65 150 16 2 o
SH260-SL4A-20-75-H 20 75 150 20 2 o
@Stock OAvailable upon Order D Tol
D<6 B
6<p<12 J4p
b>12 803
Unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
(Ag° Sﬂg‘él) (35-48HRC) Ma(rgergsgheRsct)ee' (45-55HRC) (55-60HRC) (> 60HRC)
O O ©) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-S6-H

6 Flutes, Standard Length, Square

o e NN R —_")
T L Lc
=gy UL

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH260-56-6-15-H 6 15 50 1 o
SH260-56-8-20-H 8 20 60 1 o
SH260-56-10-25-H 10 25 75 10 1 o
SH260-56-10-30-H 10 30 75 10 1 o
SH260-56-12-30-H 12 30 75 12 1 o
SH260-S6-16-40-H 16 40 100 16 1 o
SH260-S6-20-45-H 20 45 100 20 1 ([

@Stock OAvailable upon Order D Tol
D<6 So10
D>6 $020
Unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o op Hardened Steel Hardened Steel Hardened Steel
(Ago 5?}5%‘) (35-48HRC) Ma(rtgrgss'heRsct)ee‘ (45-55HRC) (55-60HRC) (> 60HRC)
O ©) © ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-SH6-H

6 Flutes, Long Shank, Square

Lc
L
=gt UL

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH260-SH6-6-60-H 6 15 60 1 o
SH260-SH6-8-75-H 8 20 75 1 O
SH260-SH6-10-100-H 10 25 100 10 1 o
SH260-SH6-12-100-H 12 30 100 12 1 o
SH260-SH6-16-150-H 16 45 150 16 1 O
SH260-SH6-20-150-H 20 60 150 20 1 O

@Stock OAvailable upon Order D Tol
D<6 -0.010
D>6 $.020
Unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
(A2° Sﬂg‘é') (35-48HRC) Ma(”<er‘355'LeR5Ct)ee' (45-55HRC) (55-60HRC) (> 60HRC)
O O ©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-SL6-H

6 Flutes, Long Flute, Square

,,Pﬂj& E Figl ‘\\\\\

T Lc
L
==

I
Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH260-SL6-6-24-H 6 24 75 6 1 O
SH260-SL6-6-30-H 6 30 100 6 1 o
SH260-SL6-8-32-H 8 32 75 8 1 o
SH260-SL6-8-40-H 8 40 100 8 1 o

SH260-SL6-10-40-H 10 40 100 10 1 o
SH260-SL6-10-50-H 10 50 150 10 1 o
SH260-SL6-12-50-H 12 50 100 12 1 o
SH260-SL6-12-60-H 12 60 150 12 1 ([
SH260-SL6-16-70-H 16 70 150 16 1 o
SH260-SL6-16-80-H 16 80 150 16 1 ([ ]
SH260-SL6-20-80-H 20 80 150 20 1 o
@Stock OAvailable upon Order D Tol
D<é6 $o10
D>6 $020
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
floyseel (35-4gHRC)  Mariensitedteel | (45-55HRC) (55-60HRC) (> 60HRC)
O ©) O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-R2-H

2 Flutes, Corner Radius

&
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e e

Lc

Fig2
=@~ UL |1
Lc <

jarm

\
i
Lo [\®

L Please refer to page 167

Ordering Code D Lc R L d Figure No. Stock
SH260-R2-1-0.1-H 1 2.5 0.1 50 4 1 o
SH260-R2-1-0.2-H 1 2.5 0.2 50 4 1 o
SH260-R2-2-0.2-H 2 0.2 50 4 1 ([
SH260-R2-2-0.3-H 2 0.3 50 4 1 ([
SH260-R2-3-0.2-H 3 7.5 0.2 50 4 1 o
SH260-R2-3-0.5-H 3 7.5 0.5 50 4 1 o
SH260-R2-4-0.2-H 4 10 0.2 50 4 2 O
SH260-R2-4-0.5-H 4 10 0.5 50 4 2 ([
SH260-R2-6-0.5-H 6 15 0.5 50 6 2 ([
SH260-R2-6-1-H 6 15 1 50 6 2 o
SH260-R2-8-0.2-H 8 20 0.2 60 8 2 o

@Stock OAvailable upon Order D Tol

D<6 Qo1

D>6 o

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel > o or Hardened Steel Hardened Steel Hardened Steel
(A'<l° SSI}E%') (35-48HRC) M?}riergsg}_'eRsé)ee' (45-55HRC) (55-60HRC) (> 60HRC)
O @) @) © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P580
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MILLING TOOLS |

Solid Carbide Endmills

SH260-RN2-H

2 Flutes, Corner Radius, Long Neck

3 <
7] S55Fel . ==
T
=
o N a )
e PsRSd = =@ UL L
‘ r t1 Please refer to page 167
Ordering Code D Lc R d2 L1 L d Figure No. Stock
SH260-RN2-0.8-2.5-0.1-H 0.8 1.2 0.1 0.76 2.5 50 4 1 ([ J
SH260-RN2-0.8-5-0.1-H 0.8 1.2 0.1 0.76 5 50 4 1 o
SH260-RN2-1-3-0.1-H 1 1.5 0.1 0.96 3 50 4 1 o
SH260-RN2-1-3-0.2-H 1 1.5 0.2 0.96 3 50 4 1 o
SH260-RN2-1-4-0.2-H 1 1.5 0.2 0.96 4 50 4 1 ([ ]
SH260-RN2-1-6-0.1-H 1 1.5 0.1 0.96 6 50 4 1 [ J
SH260-RN2-1-6-0.2-H 1 1.5 0.2 0.96 6 50 4 1 o
SH260-RN2-1-8-0.2-H 1 1.5 0.2 0.96 8 50 4 1 [ J
SH260-RN2-1-10-0.2-H 1 1.5 0.2 0.96 10 50 4 1 o
SH260-RN2-1.5-6-0.2-H 1.5 2.5 0.2 1.44 6 50 4 1 (]
SH260-RN2-1.5-8-0.2-H 15 2.5 0.2 1.44 50 4 1 o
SH260-RN2-1.5-10-0.2-H 1.5 2.5 0.2 1.44 10 50 4 1 (]
SH260-RN2-2-6-0.2-H 2 3 0.2 1.92 50 4 1 [
SH260-RN2-2-6-0.5-H 2 3 0.5 1.92 50 4 1 [ J
SH260-RN2-2-8-0.2-H 2 3 0.2 1.92 50 4 1 [
SH260-RN2-2-10-0.2-H 2 3 0.2 1.92 10 50 4 1 [ J
@Stock OAvailable upon Order D Tol
D<6 o1
D>6 Lm
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mosed ' Mlogel waendtosi  Mydeeddiel  Madenegdiel | Hadeged el
O O ©) (©) O

© Most Suitable

(O Suitable

Recommended Cutting Data ¢ P580
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Solid Carbide Endmills | MILLING TOOLS

SH260-RN2-H

2 Flutes, Corner Radius, Long Neck

: 4
-cT ot < H Figl ﬂ
- Lc
T
=

= =9I UL

“%’ Please refer to page 167

) Continuation

Ordering Code D Lc R d2 L1 L d Figure No. Stock

SH260-RN2-2-12-0.2-H 2 0.2 1.92 12 50 4 1 o
SH260-RN2-2-12-0.5-H 2 0.5 1.92 12 50 4 1 o
SH260-RN2-3-9-0.2-H 3 4.5 0.2 2.88 9 50 4 1 o
SH260-RN2-3-9-0.5-H 3 45 0.5 2.88 9 50 4 1 O
SH260-RN2-3-18-0.2-H 3 4.5 0.2 2.88 18 50 4 1 o
SH260-RN2-3-18-0.5-H 3 4.5 0.5 2.88 18 50 4 1 o
SH260-RN2-4-12-0.2-H 4 6 0.2 3.8 12 50 4 2 o
SH260-RN2-4-12-0.5-H 4 6 0.5 3.8 12 50 4 2 O
SH260-RN2-4-24-0.2-H 4 6 0.2 3.8 24 60 4 2 O
SH260-RN2-4-24-0.5-H 4 6 0.5 3.8 24 60 4 2 o
SH260-RN2-5-15-0.5-H 5 7.5 0.5 4.8 15 50 6 1 O
SH260-RN2-5-30-0.5-H 5 7.5 0.5 4.8 30 60 6 1 O
SH260-RN2-6-18-0.5-H 6 0.5 5.8 18 60 6 2 O
SH260-RN2-6-36-0.5-H 6 0.5 5.8 36 60 6 2 ([
@Stock OAvailable upon Order D Tol
D<6 So1
D>6 o2

Unit (mm)

Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mosed' | Mlo@el e Mylepddsel  Madensddiel  Hadeged e
O ©) ©) ©) O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P580
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MILLING TOOLS | Solid Carbide Endmills

SH260-R4-H

4 Flutes, Corner Radius

& $
o - o Figl R
T e |
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E=—— =gl UL
e Hollx
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH260-R4-1-0.1-H 1 2.5 0.1 50 4 1 [ ]
SH260-R4-1-0.2-H 1 2.5 0.2 50 4 1 o
SH260-R4-1.5-0.1-H 1.5 4 0.1 50 4 1 [
SH260-R4-1.5-0.2-H 1.5 4 0.2 50 4 1 o
SH260-R4-1.5-0.3-H 1.5 4 0.3 50 4 1 o
SH260-R4-2-0.1-H 2 5 0.1 50 4 1 ([
SH260-R4-2-0.2-H 2 5 0.2 50 4 1 (]
SH260-R4-2-0.3-H 2 5 0.3 50 4 1 [ ]
SH260-R4-2-0.5-H 2 5 0.5 50 4 1 (]
SH260-R4-3-0.2-H 3 8 0.2 50 4 1 o
SH260-R4-3-0.3-H 3 8 0.3 50 4 1 ([
SH260-R4-3-0.5-H 3 8 0.5 50 4 1 [ J
SH260-R4-3-0.2-H-3 3 8 0.2 50 3 2 ([
SH260-R4-3-0.3-H-3 3 8 0.3 50 3 2 o
SH260-R4-3-0.5-H-3 3 8 0.5 50 3 2 o
SH260-R4-3-0.2-H-6 3 8 0.2 50 6 1 O
SH260-R4-4-0.2-H 4 10 0.2 50 4 2 o
@Stock OAvailable upon Order D Tol
D<6 So1
6<p<12 | ¢
D>12 So3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
MoSiedl: oS waeneSil  Mydeedgel Heepedstel  Hadencdgice
O © @) @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-R4-H

4 Flutes, Corner Radius
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Figl

- =g UL
Lc e m

L Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
SH260-R4-4-0.3-H 4 10 0.3 50 4 2 ([ ]
SH260-R4-4-0.5-H 4 10 0.5 50 4 2 (]
SH260-R4-4-1-H 4 10 1 50 4 2 o
SH260-R4-4-0.5-H-6 4 10 0.5 50 6 1 { ]
SH260-R4-5-0.2-H 5 13 0.2 50 6 1 o
SH260-R4-5-0.5-H 5 13 0.5 50 6 1 { ]
SH260-R4-6-0.2-H 6 15 0.2 50 6 2 o
SH260-R4-6-0.3-H 6 15 0.3 50 6 2 {
SH260-R4-6-0.5-H 6 15 0.5 50 6 2 o
SH260-R4-6-1-H 6 15 1 50 6 2 (]
SH260-R4-8-0.2-H 8 20 0.2 60 8 2 o
SH260-R4-8-0.3-H 8 20 0.3 60 8 2 o
SH260-R4-8-0.4-H 8 20 0.4 60 8 2 o
SH260-R4-8-0.5-H 8 20 0.5 60 8 2 (]
SH260-R4-8-1-H 8 20 60 8 2 o
SH260-R4-8-2-H 8 20 2 60 8 2 O
SH260-R4-10-0.2-H 10 25 0.2 75 10 2 o

@Stock OAvailable upon Order D Tol
D<6 o1
6<D<12 S0
D>12 So3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Hogsed oS wandeS  SyleedgeelHegepegstel  Hadencdgice
O © @) © O
© Most Suitable O Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-R4-H

4 Flutes, Corner Radius
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S ° Fiet ———
] Lc |
L
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=31 =~ =l UL
Le h6 u Helix
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
SH260-R4-10-0.5-H 10 25 0.5 75 10 2 o
SH260-R4-10-1-H 10 25 1 75 10 2 ( ]
SH260-R4-10-2-H 10 25 2 75 10 2 o
SH260-R4-12-0.2-H 12 30 0.2 75 12 2 ( ]
SH260-R4-12-0.5-H 12 30 0.5 75 12 2 o
SH260-R4-12-1-H 12 30 1 75 12 2 o
SH260-R4-12-2-H 12 30 2 75 12 2 o
@Stock OAvailable upon Order D Tol
D<6 Lo
6<D<12 o
D>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
> Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
(AQO ssﬁgecl) (35-48HRC) Mirtgrgss'ﬁR%)ee‘ (45-55HRC) (55-60HRC) (> 60HRC)
O © © © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-R4A-H

4 Flutes, Corner Radius, 45°Helix Angle

& ? R
vl ﬂi ! o] Figl ‘e e—sﬁi&}j
Lc
L S
= - =gl UL
Lc .
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH260-R4A-1-0.1-H 1 2.5 0.1 50 4 1 ([
SH260-R4A-1-0.2-H 1 2.5 0.2 50 4 1 o
SH260-R4A-2-0.1-H 2 5 0.1 50 4 1 o
SH260-R4A-2-0.2-H 2 5 0.2 50 4 1 o
SH260-R4A-2-0.3-H 2 5 0.3 50 4 1 ([
SH260-R4A-2-0.5-H 2 5 0.5 50 4 1 o
SH260-R4A-3-0.2-H-3 3 7.5 0.2 50 3 2 o
SH260-R4A-3-0.2-H 3 7.5 0.2 50 4 1 ([ ]
SH260-R4A-3-0.3-H 3 7.5 0.3 50 4 1 ([ ]
SH260-R4A-3-0.5-H 3 7.5 0.5 50 4 1 ([
SH260-R4A-4-0.2-H 4 10 0.2 50 4 2 o
SH260-R4A-4-0.5-H 4 10 0.5 50 4 2 o
SH260-R4A-4-0.5-H-6 4 10 0.5 50 6 1 o
SH260-R4A-5-0.2-H 5 13 0.2 50 6 1 o
SH260-R4A-5-0.5-H 5 13 0.5 50 6 1 o
SH260-R4A-6-0.2-H 6 15 0.2 50 6 2 o
@Stock OAvailable upon Order D Tol
D<6 So1
6<D<12 0
D>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Hogsed oS wandeS  SyleedgeelHegepegstel  Hadencdgice
O O (©) (©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-R4A-H

4 Flutes, Corner Radius, 45°Helix Angle

& ) ,
o mq Figl o AN
] Lc
L <
S - =gl UL
Lc e u m
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
SH260-R4A-6-0.5-H 6 15 0.5 50 6 2 [ ]
SH260-R4A-6-1-H 6 15 1 50 6 2 [ )
SH260-R4A-8-0.2-H 8 20 0.2 60 8 2 [ )
SH260-R4A-8-0.5-H 8 20 0.5 60 8 2 (]
SH260-R4A-8-1-H 8 20 1 60 8 2 O
SH260-R4A-10-0.2-H 10 25 0.2 75 10 2 (]
SH260-R4A-10-0.5-H 10 25 0.5 75 10 2 [ ]
SH260-R4A-10-1-H 10 25 75 10 2 (]
SH260-R4A-10-2-H 10 25 2 75 10 2 [ ]
SH260-R4A-12-0.5-H 12 30 0.5 75 12 2 O
SH260-R4A-12-1-H 12 30 75 12 2 ®
SH260-R4A-12-2-H 12 30 2 75 12 2 (]
@Stock OAvailable upon Order D Tol
D<é o1
6<p<12 | 8,
b>12 Qo3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(< 35HR0) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O @) @) © O

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-RH4-H

4 Flutes, Corner Radius, Long Shank

&
1 \ Fiel e e N
kel ” —
L
Q.
N DJ ‘
o — Fig2 °
d EN =gl UL
Lo hé Helix
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH260-RH4-2-60-0.5-H-6 2 5 0.5 60 6 1 O
SH260-RH4-2.5-60-0.5-H-6 2.5 6 0.5 60 6 1 ( ]
SH260-RH4-3-60-0.5-H-6 3 8 0.5 60 6 1 [ ]
SH260-RH4-3-75-0.5-H-6 3 8 0.5 75 6 1 ( ]
SH260-RH4-4-60-0.2-H 4 10 0.2 60 4 2 [ )
SH260-RH4-4-60-0.3-H 4 10 0.3 60 4 2 [ )
SH260-RH4-4-60-0.5-H 4 10 0.5 60 4 2 [ )
SH260-RH4-4-75-0.5-H 4 10 0.5 75 4 2 [ )
SH260-RH4-4-60-1-H 4 10 1 60 4 2 o
SH260-RH4-4-75-0.5-H-6 4 10 0.5 75 6 1 o
SH260-RH4-4-60-1-H-6 4 10 1 60 6 1 [ J
SH260-RH4-5-60-0.5-H 5 13 0.5 60 6 1 ( J
SH260-RH4-6-60-0.2-H 6 15 0.2 60 6 2 [ J
SH260-RH4-6-75-0.2-H 6 15 0.2 75 6 2 ( }
SH260-RH4-6-60-0.3-H 6 15 0.3 60 6 2 [ J
SH260-RH4-6-75-0.3-H 6 15 0.3 75 6 2 ( }
SH260-RH4-6-60-0.5-H 6 15 0.5 60 6 2 [ }
SH260-RH4-6-75-0.5-H 6 15 0.5 75 6 2 ( }
SH260-RH4-6-100-0.5-H 6 15 0.5 100 6 2 ( ]
@Stock OAvailable upon Order D Tol
D<6 Lo
6<D<12 S0
D>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
(Ago 55,_}3%1) (35-48HRC) M?’(rtgrgss'ﬁRsctfe‘ (45-55HRC) (55-60HRC) (> 60HRC)
O © @) © O
©) Most Suitable () Suitable

Recommended Cutting Data 3 P581

GESAC __ 447




MILLING TOOLS | Solid Carbide Endmills

SH260-RH4-H

4 Flutes, Corner Radius, Long Shank

&
-/ — - Fig! ———— e e
= <
e EO R e
Lc e l‘ m
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
SH260-RH4-6-60-1-H 6 15 1 60 6 2 o
SH260-RH4-6-75-1-H 6 15 1 75 6 2 o
SH260-RH4-8-75-0.1-H 8 20 0.1 75 8 2 o
SH260-RH4-8-75-0.2-H 8 20 0.2 75 8 2 o
SH260-RH4-8-75-0.3-H 8 20 0.3 75 8 2 o
SH260-RH4-8-75-0.5-H 8 20 0.5 75 8 2 ([ ]
SH260-RH4-8-100-0.5-H 8 20 0.5 100 8 2 o
SH260-RH4-8-75-1-H 8 20 1 75 8 2 ([
SH260-RH4-8-100-1-H 8 20 100 8 2 o
SH260-RH4-8-100-2-H 8 20 2 100 8 2 o
SH260-RH4-10-100-0.2-H 10 25 0.2 100 10 2 ([
SH260-RH4-10-100-0.5-H 10 25 0.5 100 10 2 o
SH260-RH4-10-120-0.5-H 10 25 0.5 120 10 2 o
SH260-RH4-10-100-1-H 10 25 1 100 10 2 ([
SH260-RH4-10-120-1-H 10 25 120 10 2 ([
SH260-RH4-10-100-2-H 10 25 100 10 2 o
SH260-RH4-12-100-0.5-H 12 30 0.5 100 12 2 o
SH260-RH4-12-120-0.5-H 12 30 0.5 120 12 2 ([
SH260-RH4-12-100-1-H 12 30 1 100 12 2 ([
SH260-RH4-12-120-1-H 12 30 120 12 2 ([
SH260-RH4-12-120-2-H 12 30 2 120 12 2 o
@Stock OAvailable upon Order D Tol
D<6 o1
6<D<12 S0
D>12 So3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mosed ' MloSel weedieSed  Mydepsddiel  Mydensediel  Hadeged el
O © O © O

© Most Suitable

(O Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-RH4A-H

4 Flutes, Corner Radius, Long Shank, 45°Helix Angle

& b
o — BB NN~ S, o SN
] Lc
= <
- " J— T 5 o
d 4o =g UL
Le hé Helix
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH260-RH4A-2-60-0.5-H-6 2 0.5 60 6 1 O
SH260-RH4A-3-60-0.5-H-6 3 0.5 60 6 1 o
SH260-RH4A-4-60-0.2-H 4 12 0.2 60 4 2 o
SH260-RH4A-4-60-0.5-H 4 12 0.5 60 4 2 o
SH260-RH4A-4-75-0.5-H 4 12 0.5 75 4 2 [ )
SH260-RH4A-4-75-0.5-H-6 4 12 0.5 75 6 1 o
SH260-RH4A-6-60-0.2-H 6 18 0.2 60 6 2 ([
SH260-RH4A-6-75-0.2-H 6 18 0.2 75 6 2 o
SH260-RH4A-6-100-0.5-H 6 18 0.5 100 6 2 O
SH260-RH4A-6-60-0.5-H 6 18 0.5 60 6 2 ([
SH260-RH4A-6-75-0.5-H 6 18 0.5 75 6 2 o
SH260-RH4A-6-60-1-H 6 18 1 60 6 2 o
@Stock OAvailable upon Order D Tol
D<6 o1
6<p<12 o
b>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
(Ago 55,_}3%1) (35-48HRC) M?’(rtgrgss'ﬁRsctfe‘ (45-55HRC) (55-60HRC) (> 60HRC)
O @) © © O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P581

GESAC __ 449




MILLING TOOLS | Solid Carbide Endmills

SH260-RH4A-H

4 Flutes, Corner Radius, Long Shank, 45°Helix Angle

& 0%
vLH . : | * of Figl -~ \§N
Lc
- <
kel n JE— o I -
i el =L UL
- Please refer to page 167

) Continuation

Ordering Code D Lc R L d Figure No. Stock
SH260-RH4A-6-75-1-H 6 18 1 75 6 2 o
SH260-RH4A-8-75-0.5-H 8 24 0.5 75 8 2 ( ]
SH260-RH4A-8-100-0.5-H 8 24 0.5 100 8 2 [ )
SH260-RH4A-8-75-1-H 8 24 1 75 8 2 ( ]
SH260-RH4A-8-100-1-H 8 24 1 100 8 2 o
SH260-RH4A-10-100-0.5-H 10 30 0.5 100 10 2 o
SH260-RH4A-10-120-0.5-H 10 30 0.5 120 10 2 o
SH260-RH4A-10-100-1-H 10 30 1 100 10 2 [ )
SH260-RH4A-10-120-1-H 10 30 1 120 10 2 o
SH260-RH4A-12-100-0.5-H 12 36 0.5 100 12 2 o
SH260-RH4A-12-120-0.5-H 12 36 0.5 120 12 2 o
SH260-RH4A-12-100-1-H 12 36 1 100 12 2 ( }

@Stock OAvailable upon Order D Tol
D<6 So1
6<D<12 S0
D>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel 2 i o Hardened Steel Hardened Steel Hardened Steel
(Ag° Sﬂg‘é‘) (35-48HRC) MTS%%‘}*GR%)GG' (45-55HRC) (55-60HRC) (> 60HRC)
O © © © O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P581

450 _ GESAC



Solid Carbide Endmills | MILLING TOOLS

SH260-RL4A-H

4 Flutes, Corner Radius, Long Flute, 45°Helix Angle

&
E Figl
R e S
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH260-RL4A-6-20-0.5-H 20 0.5 75 2 o
SH260-RL4A-8-25-0.5-H 8 25 0.5 100 8 2 o
SH260-RL4A-10-50-0.5-H 10 50 0.5 150 10 2 o
SH260-RL4A-12-50-0.5-H 12 50 0.5 100 12 2 o
SH260-RL4A-12-60-0.5-H 12 60 0.5 150 12 2 o
@Stock OAvailable upon Order D Tol
D<6 Sa
6<p<12 o
D>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(< 35HR0) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O @) © © O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P581

GESAC _ 451




MILLING TOOLS |

Solid Carbide Endmills

SH260-RN4-H

4 Flutes, Corner Radius, Long Neck

Figd et NN
- =01 UL
| @
Please refer to page 167
Ordering Code D Lc R d2 L1 L d Figure No. Stock

SH260-RN4-1-3-0.1-H 1 2 0.1 0.96 50 4 1 ([
SH260-RN4-1-6-0.1-H 1 2 0.1 0.96 6 50 4 1 (
SH260-RN4-1.5-4.5-0.1-H 1.5 3 0.1 1.45 4.5 50 4 1 o
SH260-RN4-1.5-6-0.2-H 1.5 3 0.2 1.45 6 50 4 1 o
SH260-RN4-1.5-9-0.1-H 1.5 3 0.1 1.45 9 50 4 1 o
SH260-RN4-2-6-0.2-H 2 4 0.2 1.92 6 50 4 1 ([
SH260-RN4-2-6-0.3-H 2 4 0.3 1.92 6 50 4 1 ([
SH260-RN4-2-8-0.2-H 2 4 0.2 1.92 8 50 4 1 o
SH260-RN4-2-12-0.2-H 2 4 0.2 1.92 12 50 4 1 o
SH260-RN4-2-12-0.3-H 2 4 0.3 1.92 12 50 4 1 o
SH260-RN4-3-9-0.2-H-6 3 6 0.2 2.88 60 6 1 o
SH260-RN4-3-9-0.3-H-6 3 6 0.3 2.88 60 6 1 o
SH260-RN4-3-16-0.3-H-6 3 4.5 0.3 2.88 16 75 6 1 o
SH260-RN4-3-18-0.2-H-6 3 6 0.2 2.88 18 60 6 1 o
SH260-RN4-3-18-0.3-H-6 3 6 0.3 2.88 18 60 6 1 o
SH260-RN4-3-18-0.5-H-6 3 6 0.5 2.88 18 60 6 1 ()
SH260-RN4-3-20-0.3-H-6 3 6 0.3 2.88 20 75 6 1 ([
SH260-RN4-4-12-0.2-H-6 4 8 0.2 3.8 12 60 6 1 ([
SH260-RN4-4-12-0.3-H-6 4 8 0.3 3.8 12 60 6 1 (
@Stock OAvailable upon Order Tol
D<6 o1
6<D<12 o2
D>12 Soa

Unit (mm)

Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mosed' Mol et Mydepsddiel  Mydensddel  Hydeged Stel
O @ © O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P581
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Solid Carbide Endmills | MILLING TOOLS

SH260-RN4-H

4 Flutes, Corner Radius, Long Neck

Py
ol re ——— AN
p
IR - =l UL
‘ - o e l d el
- 7 Please refer to page 167
) Continuation
Ordering Code D Lc R d2 L1 L d Figure No. Stock
SH260-RN4-4-12-0.5-H-6 4 8 0.5 3.8 12 60 6 1 o
SH260-RN4-4-24-0.5-H-6 4 0.5 3.8 24 75 6 1 ([
SH260-RN4-6-18-0.2-H 6 12 0.2 5.8 18 75 6 2 o
SH260-RN4-6-18-0.5-H 6 12 0.5 5.8 18 75 6 2 o
SH260-RN4-6-24-0.2-H 6 12 0.2 5.8 24 75 6 2 [ ]
SH260-RN4-6-24-0.5-H 6 12 0.5 5.8 24 75 6 2 o
SH260-RN4-6-24-1-H 6 12 1 5.8 24 75 6 2 o
SH260-RN4-8-24-0.2-H 8 16 0.2 7.8 24 75 8 2 o
SH260-RN4-8-24-0.5-H 8 16 0.5 7.8 24 75 8 2 o
SH260-RN4-8-32-0.2-H 8 16 0.2 7.8 32 75 8 2 o
SH260-RN4-8-32-0.5-H 8 16 0.5 7.8 32 75 8 2 o
SH260-RN4-10-30-0.5-H 10 20 0.5 9.8 30 100 10 2 o
SH260-RN4-10-30-1-H 10 20 1 9.8 30 100 10 2 ([ J
SH260-RN4-10-40-0.5-H 10 20 0.5 9.8 40 100 10 2 o
SH260-RN4-10-40-1-H 10 20 1 9.8 40 100 10 2 (]
SH260-RN4-12-36-0.5-H 12 24 0.5 11.8 36 100 12 2 o
SH260-RN4-12-48-0.5-H 12 24 0.5 11.8 48 100 12 2 o
SH260-RN4-12-36-1-H 12 24 1 11.8 36 100 12 2 o
SH260-RN4-12-48-1-H 12 24 1 11.8 48 100 12 2 o
@Stock OAvailable upon Order D Tol
D<6 Jo1
6<D<12 S0
D>12 o3
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
HoSied!  Alogieel  watenteSien  Mydepedgieel | Hagencdgteel  Hardencd il
O @) © © O
© Most Suitable O Suitable

Recommended Cutting Data 3 P581
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MILLING TOOLS | Solid Carbide Endmills

SH260-B2-H

2 Flutes, Ballnose

& e .
uL«Hi A ii Figl M

Lc
L
\?\
il St ==
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH260-B2-0.6-0.9-H 0.6 0.3 0.9 50 4 1 o
SH260-B2-1-1.5-H 1 0.5 1.5 50 4 1 (]
SH260-B2-1.5-2.5-H 1.5 0.75 2.5 50 4 1 (]
SH260-B2-1.5-2.5-H-6 1.5 0.75 2.5 50 6 1 (]
SH260-B2-2-3-H 2 1 3 50 4 1 (]
SH260-B2-2-3-H-6 2 1 3 50 6 1 (]
SH260-B2-3-4.5-H 3 1.5 4.5 50 4 1 (]
SH260-B2-3-4.5-H-3 3 1.5 4.5 50 3 2 (]
SH260-B2-3-4.5-H-6 3 15 4.5 50 6 1 (]
SH260-B2-4-6-H 4 2 6 50 4 2 (]
SH260-B2-4-6-H-6 4 2 6 50 6 1 ([ J
SH260-B2-5-7.5-H 5 2.5 7.5 50 6 1 (]
SH260-B2-6-9-H 6 3 9 50 6 2 ([ J
SH260-B2-7-10.5-H 7 3.5 10.5 60 8 1 (]
SH260-B2-8-12-H 8 4 12 60 8 2 (]
SH260-B2-10-15-H 10 5 15 75 10 2 {
SH260-B2-12-18-H 12 6 18 75 12 2 (]
SH260-B2-16-24-H 16 8 24 100 16 2 (]
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.008
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
ol flogfeel waondeS  MyiesdsielHagengsel  Hadencdsice
O (©) ©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P582
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SH260-BH2-H

2 Flutes, Ballnose, with Long Shank Length

Solid Carbide Endmills

MILLING TOOLS

_ & _
- {I— 2 I - S Figl P @
) Lc
«
= = @)1 U
Lo Balinose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH260-BH2-2-60-H 2 1 60 4 1 ([
SH260-BH2-2-60-H-6 2 1 60 6 1 ([
SH260-BH2-2-75-H 2 1 3 75 4 1 o
SH260-BH2-3-60-H 3 15 4.5 60 4 1 ([
SH260-BH2-3-60-H-6 3 15 4.5 60 6 1 ([
SH260-BH2-3-75-H 3 1.5 4.5 75 4 1 ([
SH260-BH2-3-75-H-6 3 1.5 4.5 75 6 1 o
SH260-BH2-4-60-H 4 2 6 60 4 2 o
SH260-BH2-4-75-H 4 2 6 75 4 2 ([
SH260-BH2-4-60-H-6 4 2 6 60 6 1 ([
SH260-BH2-4-75-H-6 4 2 6 75 6 1 [
SH260-BH2-5-60-H 5 2.5 7.5 60 6 1 [
@Stock OAvailable upon Order R Tl
R<3 +0.005
R>3 +0.008
Unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel o op Hardened Steel Hardened Steel Hardened Steel
(AEO 5?}3%‘) (35-48HRC) M“}rtgrgsgﬁngfe‘ (45-55HRC) (55-60HRC) (> 60HRC)
O @} ©) ©) O
© Most Suitable O Suitable

Recommended Cutting Data 3¢ P582
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MILLING TOOLS | Solid Carbide Endmills

SH260-BH2-H

2 Flutes, Ballnose, with Long Shank Length

o ."%KL @ S
ULH — I/e, <~ o| Figl e -
Lc
L
«
° I _ X )
d = = @)1 U
Lo h m Ballnose
L Please refer to page 167
) Continuation
Ordering Code D R Lc L d Figure No. Stock
SH260-BH2-6-60-H 6 3 60 6 2 o
SH260-BH2-6-75-H 6 3 75 6 2 o
SH260-BH2-6-100-H 6 3 100 6 2 ([
SH260-BH2-8-75-H 8 4 12 75 8 2 o
SH260-BH2-8-100-H 8 4 12 100 8 2 o
SH260-BH2-10-100-H 10 5 15 100 10 2 ([
SH260-BH2-10-120-H 10 5 15 120 10 2 ([
SH260-BH2-12-100-H 12 6 18 100 12 2 ([
SH260-BH2-12-120-H 12 6 18 120 12 2 o
SH260-BH2-16-150-H 16 8 24 150 16 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.008
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
> Alloy Steel o Hardened Steel Hardened Steel Hardened Steel
(Ago 55,'}5%‘) (35-48HRC) Ma(rt<en355'£|eR5Ct)ee‘ (45-55HRC) (55-60HRC) (> 60HRC)
O ©) © @ O

© Most Suitable () Suitable

Recommended Cutting Data 3 P582

456 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH260-BN2-H

2 Flutes, Ballnose, with Long Neck

Figl

Fig2 :
h5 Helix Ballnose

Please refer to page 167

Ordering Code D R Lc d2 L1 L d. Figure No. Stock
SH260-BN2-0.4-1.2-H 0.4 0.2 0.4 0.38 1.2 50 4 1 (]
SH260-BN2-0.4-2.5-H 0.4 0.2 0.4 0.38 2.5 50 4 1 [ )
SH260-BN2-0.5-1.5-H 0.5 0.25 0.5 0.48 1.5 50 4 1 [ )
SH260-BN2-0.5-3-H 0.5 0.25 0.5 0.48 3 50 4 1 (]
SH260-BN2-0.6-2-H 0.6 0.3 0.6 0.57 2 50 4 1 (]
SH260-BN2-0.6-4-H 0.6 0.3 0.6 0.57 4 50 4 1 (]
SH260-BN2-0.8-2.5-H 0.8 0.4 0.8 0.77 2.5 50 4 1 [ ]
SH260-BN2-0.8-4-H 0.8 0.4 0.8 0.77 4 50 4 1 (]
SH260-BN2-1-3-H 1 0.5 1 0.96 3 50 4 1 [ )
SH260-BN2-1-4-H 1 0.5 1 0.96 4 50 4 1 (]
SH260-BN2-1-6-H 1 0.5 1 0.96 6 50 4 1 (]
SH260-BN2-1-8-H 1 0.5 1 0.96 8 50 4 1 (]
SH260-BN2-1-10-H 1 0.5 1 0.96 10 50 4 1 o
SH260-BN2-1.5-5-H 15 0.75 1.5 1.45 5 50 4 1 o
SH260-BN2-1.5-5-H-6 15 0.75 15 1.45 5 50 6 1 o
SH260-BN2-1.5-6-H 15 0.75 15 1.45 6 50 4 1 @
SH260-BN2-1.5-8-H 15 0.75 15 1.45 8 50 4 1 o
SH260-BN2-1.5-9-H 15 0.75 15 1.45 9 50 4 1 @
SH260-BN2-1.5-10-H 15 0.75 15 1.45 10 50 4 1 [ )
SH260-BN2-1.5-12-H 15 0.75 15 1.45 12 50 4 1 [ )

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.008
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel P i o Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(< 35HRC) (35-48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O ©) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3¢ P582
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MILLING TOOLS | Solid Carbide Endmills

SH260-BN2-H

2 Flutes, Ballnose, with Long Neck

Figl s

w r i
y - IAICISIN m ;

Please refer to page 167

) Continuation

Ordering Code D R Lc d2 L1 L d. Figure No. Stock
SH260-BN2-2-6-H 2 1 2 1.95 50 4 1 o
SH260-BN2-2-6-H-6 2 1 2 1.95 50 6 1 o
SH260-BN2-2-8-H 2 1 2 1.95 50 4 1 o
SH260-BN2-2-10-H 2 1 2 1.95 10 50 4 1 o
SH260-BN2-2-12-H 2 1 2 1.95 12 50 4 1 o
SH260-BN2-3-9-H 3 1.5 3 2.9 9 50 4 1 o
SH260-BN2-3-12-H 3 1.5 3 2.9 12 50 4 1 ([
SH260-BN2-3-16-H-6 3 1.5 3 2.9 16 75 6 1 o
SH260-BN2-3-18-H 3 15 3 2.9 18 50 4 1 o
SH260-BN2-3-18-H-6 3 1.5 3 2.9 18 50 6 1 ([ ]
SH260-BN2-4-12-H 4 2 4 3.9 12 50 4 2 ([ J
SH260-BN2-4-12-H-6 4 2 4 3.9 12 50 6 1 ([
SH260-BN2-4-24-H 4 2 4 3.9 24 60 4 2 ([
SH260-BN2-4-24-H-6 4 2 4 3.9 24 60 6 1 o
SH260-BN2-5-15-H 5 2.5 5 4.9 15 60 6 1 O
SH260-BN2-5-30-H 5 2.5 5 4.9 30 75 6 1 o
SH260-BN2-6-18-H 6 3 6 5.9 18 75 6 2 ([
SH260-BN2-8-24-H 8 4 8 7.9 24 75 8 2 o
SH260-BN2-10-30-H 10 5 10 9.9 30 100 10 2 o
SH260-BN2-12-36-H 12 6 12 11.9 36 100 12 2 o

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.008
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mopbied:  flogfeel  waendeSio  Myieredgteel  Heepegstel  Hadencdgice
O ©) © © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P582
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Solid Carbide Endmills | MILLING TOOLS

SH360-S2

2 Flutes, Standard Length,Square

e e

= =ol-1< UL

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH360-52-1-3-K 1 3 50 4 1 o
SH360-S2-1-3-K-6 1 3 50 6 1 O
SH360-S2-1.5-4-K 1.5 4 50 4 1 o
SH360-52-1.5-4-K-6 1.5 4 50 6 1 O
SH360-S2-2-6-K 2 6 50 4 1 [
SH360-52-2.5-8-K 2.5 8 50 4 1 ([
SH360-52-3-8-K 3 8 50 4 1 ([
SH360-52-4-11-K 4 11 50 4 2 ([
SH360-52-3-8-K-6 3 8 50 6 1 ([
SH360-52-4-11-K-6 4 11 50 6 1 o
SH360-52-5-13-K 5 13 50 6 1 o
SH360-S2-6-16-K 6 16 50 6 2 o
SH360-52-7-20-K 7 20 60 8 1 o
SH360-52-8-20-K 8 20 60 8 2 o
SH360-52-9-22-K 9 22 75 10 1 o
SH360-S2-10-25-K 10 25 75 10 2 o
SH360-S2-12-30-K 12 30 75 12 2 o
@Stock OAvailable upon Order D Tol
D<6 So1
6<D<12 So1s
D>12 $025
Unit(mm)
Workpiece Material
1234 5 6 1 2 34
Hopsiesl'  plojsted  wanensioctel | Molenedsteel | Heenedsteel | HadepedSie
O O O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P583
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MILLING TOOLS | Solid Carbide Endmills

SH360-S4A

4 Flutes, Standard Length,Square

i o | |
o — 4&4 | AN

L

°H|7 * > il Fig2 E}] TIAISIN !; E

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH360-S4A-1-3-K 1 3 50 4 1 o
SH360-S4A-1-3-K-6 1 3 50 6 1 O
SH360-S4A-1.5-4-K 1.5 4 50 4 1 o
SH360-S4A-1.5-4-K-6 1.5 4 50 6 1 O
SH360-S4A-2-6-K 2 6 50 4 1 o
SH360-S4A-2.5-8-K 2.5 8 50 4 1 (]
SH360-S4A-3-8-K 3 8 50 4 1 o
SH360-S4A-4-11-K 4 11 50 4 2 (]
SH360-S4A-2-6-K-6 2 6 50 6 1 o
SH360-S4A-3-8-K-6 3 50 6 1 {
SH360-S4A-4-11-K-6 4 11 50 6 1 o
SH360-S4A-5-13-K 5 13 50 6 1 (]
SH360-S4A-6-16-K 6 16 50 6 2 o
SH360-S4A-8-20-K 8 20 60 8 2 o
SH360-S4A-10-25-K 10 25 75 10 2 o
SH360-S4A-10-30-K 10 30 75 10 2 {
SH360-S4A-12-30-K 12 30 75 12 2 o
SH360-S4A-14-32-K 14 32 100 14 2 (]
SH360-S4A-16-45-K 16 45 100 16 2 [ J
SH360-S4A-20-45-K 20 45 100 20 2 (]
@Stock OAvailable upon Order b Tol
D<6 01
6<p<12 o5
D>12 B02s
Unit(mm)
Workpiece Material
1234 5 6 1 2 34
Hogsd' oS wandeSe  Mylesdgeel  Heepegdtel  Hadenedgice
O ©) ©) (©) ©)

© Most Suitable () Suitable

Recommended Cutting Data ¥ P584
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Solid Carbide Endmills | MILLING TOOLS

SH360-SH4A

4 Flutes, Long Shank Length,Square

of
ol E— E R : AN

L ——S =R oL L

L Please refer to page 167
Ordering Code D Lc L d Figure No. Stock
SH360-SH4A-4-60-K 4 13 60 4 2 [ )
SH360-SH4A-4-75-K 4 13 75 4 2 o
SH360-SH4A-4-60-K-6 4 13 60 6 1 o
SH360-SH4A-6-60-K 6 20 60 6 2 o
SH360-SH4A-6-75-K 6 20 75 6 2 o
SH360-SH4A-6-100-K 6 20 100 6 2 o
SH360-SH4A-8-75-K 8 25 75 8 2 o
SH360-SH4A-8-100-K 8 25 100 8 2 o
SH360-SH4A-10-100-K 10 30 100 10 2 o
SH360-SH4A-12-100-K 12 35 100 12 2 o
@Stock OAvailable upon Order D Tol
D<6 B0
6<p<12 | Ju5
D>12 S s
Unit(mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
(‘\20 55;‘;%') (35-48HRC) Ma(”<e”355'ﬁR5Ct)ee' (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©

© Most Suitable

() Suitable

Recommended Cutting Data 3 P584
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MILLING TOOLS | Solid Carbide Endmills

SH360-S6

6 Flutes, Standard Length,Square

] e\ T
Lc

L

A S L L

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH360-S6-6-16-K 6 16 50 2 ([
SH360-S6-8-20-K 8 20 60 2 o
SH360-S6-10-30-K 10 30 75 10 2 o
SH360-S6-12-32-K 12 32 75 12 2 ([
SH360-56-16-40-K 16 40 100 16 2 o
SH360-56-20-45-K 20 45 100 20 2 o

@Stock OAvailable upon Order D Tol
D<6 Jo
6<p<12  §u15
D>12 S
Unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel iy ) Hardened Steel Hardened Steel Hardened Steel
(A2°§’55,j§‘é‘) (35-48HRC) sz(rtf'glt_,eRsct)ee‘ (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©

© Most Suitable

() Suitable

Recommended Cutting Data 3 P584
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Solid Carbide Endmills | MILLING TOOLS

SH360-SL6

6 Flutes, Long Flute,Square

o] N E : SRS
Lc

L
=Ry L L

Please refer to page 167

Ordering Code D Lc L d Figure No. Stock
SH360-SL6-6-24-K 6 24 75 1 o
SH360-SL6-8-32-K 8 32 75 1 o
SH360-SL6-10-40-K 10 40 100 10 1 o
SH360-SL6-12-45-K 12 45 100 12 1 o
SH360-SL6-16-64-K 16 64 150 16 1 o
SH360-SL6-20-75-K 20 75 150 20 1 o

@Stock OAvailable upon Order D Tol
D<6 o1
6<p<12  §ui5
D>12 Bos
Unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
(‘\20 Sﬂg‘é‘) (35-48HRC) Ma(”<en355'ﬁR5Ct)ee' (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P584
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MILLING TOOLS | Solid Carbide Endmills

SH360-R4

4 Flutes, Corner Radius

E’R
- _\
(e

‘ ®

1
1D

- o —
e =R UL

‘ Lc

L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH360-R4-1-0.2-K 1 2.5 0.2 50 4 1 ([
SH360-R4-1.5-0.2-K 1.5 4 0.2 50 4 1 o
SH360-R4-2-0.2-K 2 5 0.2 50 4 1 o
SH360-R4-2-0.5-K 2 5 0.5 50 4 1 o
SH360-R4-3-0.2-K 3 8 0.2 50 4 1 o
SH360-R4-3-0.3-K 3 8 0.3 50 4 1 o
SH360-R4-3-0.3-K-3 3 8 0.3 50 3 2 o
SH360-R4-3-0.3-K-6 3 8 0.3 50 6 1 )
SH360-R4-3-0.5-K 3 8 0.5 50 4 1 [
SH360-R4-4-0.2-K 4 10 0.2 50 4 2 (
SH360-R4-4-0.3-K 4 10 0.3 50 4 2 ([
SH360-R4-4-0.3-K-6 4 10 0.3 50 6 1 (
SH360-R4-4-0.5-K 4 10 0.5 50 4 2 ([
SH360-R4-5-0.5-K 5 13 0.5 50 6 1 ([
@Stock OAvailable upon Order D Tol RTol
D<6 L +0.005
6<p<12 = 8,5 | *0.007
D>12 S5 | £0.007
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mopbied:  flogfeel  waendeSio  Myieredgteel  Heepegstel  Hadencdgice
O O ©) ©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P584
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Solid Carbide Endmills | MILLING TOOLS

SH360-R4

4 Flutes, Corner Radius

- . <
- ﬂi _\ E Figl
‘ Lc
L e
HE——=SY -~ =g-EI UL
Lc hs ‘ Helix
L Please refer to page 167
) Continuation
Ordering Code D Lc R L d Figure No. Stock
SH360-R4-5-1-K 5 13 1 50 6 1 O
SH360-R4-6-0.2-K 6 16 0.2 50 6 2 (]
SH360-R4-6-0.3-K 6 16 0.3 50 6 2 [ ]
SH360-R4-6-0.5-K 6 16 0.5 50 6 2 o
SH360-R4-6-1-K 6 16 1 50 6 2 o
SH360-R4-8-0.5-K 8 20 0.5 60 8 2 (]
SH360-R4-8-1-K 8 20 1 60 8 2 (]
SH360-R4-10-0.3-K 10 25 0.3 75 10 2 (]
SH360-R4-10-0.5-K 10 25 0.5 75 10 2 [ ]
SH360-R4-10-1-K 10 25 1 75 10 2 (]
SH360-R4-12-0.5-K 12 30 0.5 75 12 2 o
SH360-R4-12-1-K 12 30 75 12 2 o
SH360-R4-12-2-K 12 30 2 75 12 2 (]
@Stock OAvailable upon Order D Tol RTol
D<6 S +0.005
6<p<12 = 8415 = *0.007
D>12 S5  *0.007
Unit (mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel P i o Hardened Steel Hardened Steel Hardened Steel
(‘\20 55;‘;%') (35-48HRC) Ma(”<e”355'ﬁR5Ct)ee' (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©
© Most Suitable () Suitable

Recommended Cutting Data 3 P584
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MILLING TOOLS | Solid Carbide Endmills

SH360-RH4

4 Flutes, Corner Radius, with Long Shank Length

ol % )
N E— 5w | Sy
] Lc
B— L @ = [ 5]
o — o Fig2
L 4 = v S L
‘ Lc S m
L Please refer to page 167
Ordering Code D Lc R L d Figure No. Stock
SH360-RH4-4-75-0.2-K-6 4 10 0.2 75 6 1 O
SH360-RH4-4-75-0.5-K 4 10 0.5 75 4 2 o
SH360-RH4-6-75-0.2-K 6 18 0.2 75 6 2 o
SH360-RH4-6-60-0.5-K 6 18 0.5 60 6 2 o
SH360-RH4-6-75-0.5-K 6 18 0.5 75 6 2 o
SH360-RH4-6-100-0.5-K 6 18 0.5 100 6 2 o
SH360-RH4-6-60-1-K 6 18 1 60 6 2 o
SH360-RH4-6-75-1-K 6 18 1 75 6 2 o
SH360-RH4-8-75-0.5-K 8 24 0.5 75 8 2 o
SH360-RH4-8-100-0.5-K 8 24 0.5 100 8 2 o
SH360-RH4-8-75-1-K 8 24 1 75 8 2 o
SH360-RH4-8-100-1-K 8 24 1 100 8 2 o
SH360-RH4-10-100-0.5-K 10 30 0.5 100 10 2 o
SH360-RH4-10-100-1-K 10 30 1 100 10 2 ([
SH360-RH4-12-100-0.5-K 12 36 0.5 100 12 2 ([ ]
SH360-RH4-12-100-1-K 12 36 1 100 12 2 o
@Stock OAvailable upon Order D Tol RTol
D<6 Lo +0.005
6<p<12 8§45 +0.007
D>12 Sos +0.007
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
) Alloy Steel 2 i ot Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(< 35HRC) (35-48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©
© Most Suitable () Suitable

Recommended Cutting Data 3 P584

466 _ GESAC



Solid Carbide Endmills | MILLING TOOLS

SH360-B2

2 Flutes, Ballnose

. ¢ | |
S T b ——

Lc
L
@

=53 = @[] Ut
e [ig2 s [ o] sainose

L Please refer to page 167

Ordering Code D R Lc L d Figure No. Stock
SH360-B2-0.6-0.9-K 0.6 0.3 0.9 50 4 1 O
SH360-B2-1-2-K 1 0.5 2 50 4 1 [ J
SH360-B2-1-2-K-6 1 0.5 2 50 6 1 O
SH360-B2-1.5-3-K 1.5 0.75 3 50 4 1 ([
SH360-B2-1.5-3-K-6 1.5 0.75 3 50 6 1 O
SH360-B2-2-4-K 2 1 4 50 4 1 ([
SH360-B2-2-4-K-6 2 1 4 50 6 1 O
SH360-B2-2.5-5-K 2.5 1.25 5 50 4 1 o
SH360-B2-3-6-K 3 1.5 6 50 4 1 o
SH360-B2-4-8-K 4 2 8 50 4 2 o
SH360-B2-3-6-K-6 3 1.5 6 50 6 1 o
SH360-B2-4-8-K-6 4 2 8 50 6 1 o
SH360-B2-5-10-K 5 2.5 10 50 6 1 ([
SH360-B2-6-12-K 6 3 12 50 6 2 o
SH360-B2-7-14-K 7 3.5 14 60 8 1 ([
SH360-B2-8-16-K 8 4 16 60 8 2 o
SH360-B2-10-20-K 10 5 20 75 10 2 o
SH360-B2-12-24-K 12 6 24 75 12 2 ([ ]
SH360-B2-16-32-K 16 8 32 100 16 2 o
SH360-B2-20-30-K 20 10 30 100 20 2 [
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
Unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
(A£° Sﬂg‘é‘) (35-48HRC) Ma(rtggi;ﬁRsctfe' (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P585
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MILLING TOOLS | Solid Carbide Endmills

SH360-BH2

2 Flutes, Ballnose, with Long Shank Length

. . ;

L
S
=3 - =< U
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH360-BH2-3-60-K-6 3 1.5 6 60 6 1 o
SH360-BH2-4-75-K-6 4 75 6 1 ([
SH360-BH2-4-75-K 4 75 4 2 [ J
SH360-BH2-5-60-K 5 2.5 10 60 6 1 ([
SH360-BH2-5-75-K 5 2.5 10 75 6 1 o
SH360-BH2-6-75-K 6 3 12 75 6 2 ([
SH360-BH2-6-100-K 6 3 12 100 6 2 o
SH360-BH2-8-75-K 8 4 16 75 8 2 o
SH360-BH2-8-100-K 8 4 16 100 8 2 o
SH360-BH2-8-120-K 8 4 16 120 8 2 o
SH360-BH2-10-100-K 10 5 20 100 10 2 o
SH360-BH2-10-120-K 10 5 30 120 10 2 o
SH360-BH2-10-150-K 10 5 30 150 10 2 o
SH360-BH2-12-100-K 12 6 24 100 12 2 o
SH360-BH2-12-120-K 12 6 24 120 12 2 o
SH360-BH2-12-150-K 12 6 35 150 12 2 ([ J
SH360-BH2-16-150-K 16 8 24 150 16 2 ()
SH360-BH2-20-150-K 20 10 30 150 20 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 £0.007
Unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel oL op Hardened Steel Hardened Steel Hardened Steel
(Ago ss,jg%‘) (35-48HRC) Ma(rt<e”355'heR5the‘ (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P585
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Solid Carbide Endmills | MILLING TOOLS

SH360-B4

4 Flutes, Ballnose

of e
nl ﬂi _ o} Figl é ﬁ
Lc
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L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH360-B4-3-6-K-3 3 1.5 6 50 3 2 o
SH360-B4-3-6-K-6 3 1.5 6 50 6 1 [
SH360-B4-4-8-K-6 4 2 8 50 6 1 [
SH360-B4-5-10-K 5 2.5 10 50 6 1 [
SH360-B4-6-12-K 6 3 12 50 6 2 [
SH360-B4-8-16-K 8 4 16 60 8 2 ([
SH360-B4-10-20-K 10 5 20 75 10 2 ([
SH360-B4-12-24-K 12 6 24 75 12 2 ([
SH360-B4-16-32-K 16 8 32 100 16 2 [
@Stock OAvailable upon Order R Tol
R<15 +0.005
R<3 +0.007
R<8 +0.010
Unit(mm)

Workpiece Material

1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel (e Hardened Steel Hardened Steel Hardened Steel
(A£° Ssﬁ?e%l) (35-48HRC) Ma(rtggi;ﬁRsctfe' (45-55HRC) (55-60HRC) (> 60HRC)
O O © © ©

© Most Suitable () Suitable

Recommended Cutting Data ¢ P586
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MILLING TOOLS | Solid Carbide Endmills

SH360-BH4

4 Flutes, Ballnose, with Long Shank Length

¥ e
,,l - 4'2\ g of Figl %
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Lc hS l Helix i Balinose
L Please refer to page 167
Ordering Code D R Lc L d Figure No. Stock
SH360-BH4-3-75-K-6 3 1.5 6 75 6 1 o
SH360-BH4-4-75-K 4 75 4 2 o
SH360-BH4-4-75-K-6 4 2 75 6 1 o
SH360-BH4-5-75-K 5 2.5 10 75 6 1 o
SH360-BH4-6-75-K 6 3 12 75 6 2 o
SH360-BH4-6-100-K 6 3 12 100 6 2 o
SH360-BH4-8-75-K 8 4 16 75 8 2 ([ J
SH360-BH4-8-100-K 8 4 16 100 8 2 o
SH360-BH4-10-100-K 10 5 20 100 10 2 o
SH360-BH4-12-100-K 12 6 24 100 12 2 o
@Stock OAvailable upon Order R Tol
R<15 +0.005
R<3 +0.007
R<8 +0.010
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
ploysree (@s-4grRC)  Martenitedteel a5 5sHRC) (55-60HRC) (> 60HRC)
O ®) © ©) ©)

© Most Suitable

() Suitable

Recommended Cutting Data ¢ P586
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Solid Carbide Endmills | MILLING TOOLS

FH200-R4-H

4 Flutes, Corner Radius

=L UL

Please refer to page 167

Ordering Code D Lc R d2 L1 L d Figure No. Stock
FH200-R4-01002-H 1 1 0.2 0.95 2 50 4 1 o
FH200-R4-01505-H 1.5 1.5 0.5 1.45 3 50 4 1 o
FH200-R4-02005-H 2 2 0.5 1.9 4 50 6 1 o
FH200-R4-03005-H 3 3 0.5 2.9 6 50 6 1 O
FH200-R4-04005-H 4 4 0.5 3.8 8 60 6 1 O
FH200-R4-04010-H 4 4 1 3.8 8 60 6 1 o
FH200-R4-05005-H 5 5 0.5 4.7 10 60 6 1 O
FH200-R4-05010-H 5 5 1 4.7 10 60 6 1 ([
FH200-R4-06003-H 6 6 0.3 5.7 12 60 6 2 ([
FH200-R4-06005-H 6 6 0.5 5.7 12 60 6 2 o
FH200-R4-06010-H 6 6 1 5.7 12 60 6 2 ([
FH200-R4-06015-H 6 6 1.5 5.7 12 60 6 2 o

@Stock OAvailable upon Order D Tol
b<5 So1
D>5 So15
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel, PH,Ferrite,
Mol MSe wandeSe  Sylgidsel regesesgel e g
©) © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P587
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MILLING TOOLS |

FH200-R4-H

4 Flutes, Corner Radius

Solid Carbide Endmills
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‘ L LL_C‘ h5 d Helix
L Please refer to page 167
) Continuation
Ordering Code D Lc R d2 L1 L d Figure No.  Stock
FH200-R4-08003-H 8 8 0.3 7.6 16 60 8 2 [ ]
FH200-R4-08005-H 8 8 0.5 7.6 16 60 8 2 @
FH200-R4-08010-H 8 8 1 7.6 16 60 8 2 [ )
FH200-R4-08020-H 8 8 7.6 16 60 8 2 [ )
FH200-R4-08020E-H 8 8 7.6 16 75 8 2 [ )
FH200-R4-10005-H 10 10 0.5 9.5 20 75 10 2 [ )
FH200-R4-10010-H 10 10 9.5 20 75 10 2 [ )
FH200-R4-10020-H 10 10 2 9.5 20 75 10 2 [ )
FH200-R4-12005-H 12 12 0.5 11.5 24 75 12 2 [ )
FH200-R4-12010-H 12 12 11.5 24 75 12 2 (]
FH200-R4-12020-H 12 12 2 11.5 24 75 12 2 O
FH200-R4-12030-H 12 12 115 24 75 12 2 (]
@Stock OAvailable upon Order b Tol
D<5 Jo1
D>5 o1
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
(AQO ;ﬁg‘% (35-48HRC) Ma(rt<en355'f_|eR5g)eel (45-55HRC) (55-60HRC) (> 60HRC)
©) @) @) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P587
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Solid Carbide Endmills | MILLING TOOLS

FH200-RN4-H

4 Flutes, Corner Radius, Long Neck

Figl

Fig2 °
=R U

Please refer to page 167

Ordering Code D Lc R d2 L1 L d Figure No.  Stock
FH200-RN4-08005-H 8 8 0.5 7.6 24 75 2 [
FH200-RN4-08010-H 8 8 1 7.6 24 75 2 o
FH200-RN4-08020-H 8 8 2 7.6 24 75 2 o
FH200-RN4-10005-H 10 10 0.5 9.5 30 100 10 2 o
FH200-RN4-10010-H 10 10 1 9.5 30 100 10 2 o
FH200-RN4-10020-H 10 10 2 9.5 30 100 10 2 o
FH200-RN4-12005-H 12 12 0.5 11.5 36 100 12 2 o
FH200-RN4-12010-H 12 12 1 11.5 36 100 12 2 o
FH200-RN4-12020-H 12 12 2 11.5 36 100 12 2 o
FH200-RN4-12030-H 12 12 3 11.5 36 100 12 2 o

@Stock OAvailable upon Order Tol
D<5 S
b>5 Bo015

Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel D o or Hardened Steel Hardened Steel Hardened Steel
(A'<l° SSI_}E%') (35-48HRC) M?}rtfgsgﬁngfe' (45-55HRC) (55-60HRC) (> 60HRC)
©) © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P587
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MILLING TOOLS | Solid Carbide Endmills

FH200-R6-H

6 Flutes, Corner Radius

e o= CR "

T L1
‘ L
Ay 0 S
Please refer to page 167
Ordering Code D Lc R d2 L1 L d Figure No.  Stock
FH200-R6-06004-H 6 5 0.375 5.5 18 60 1 [ )
FH200-R6-08005-H 8 7 0.5 7.5 24 75 1 [ J
FH200-R6-10006-H 10 8 0.625 9.5 30 90 10 1 [ ]
FH200-R6-12008-H 12 10 0.75 11.5 36 100 12 1 O
FH200-R6-16010-H 16 14 1 15.5 48 110 16 1 @
FH200-R6-20013-H 20 18 1.25 19.5 60 125 20 1 @
@Stock OAvailable upon Order D Tol
oo 434
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(< 35HR0) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
©) © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P587
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Solid Carbide Endmills | MILLING TOOLS

FH200-RH6-H

6 Flutes, Corner Radius, with Long Shank Length

e
UI[ — ‘ S EDl Figl M
—‘ L1

Ry L

Please refer to page 167

L

Ordering Code D Lc R d2 L1 L d Figure No.  Stock
FH200-RH6-06004-H 6 5 0.375 5.5 18 100 1 o
FH200-RH6-08005-H 8 7 0.5 7.5 24 100 1 ([
FH200-RH6-10006-H 10 8 0.625 9.5 30 120 10 1 o
FH200-RH6-12008-H 12 10 0.75 11.5 36 120 12 1 O
FH200-RH6-16010-H 16 14 1 15.5 48 150 16 1 o
FH200-RH6-20013-H 20 18 1.25 19.5 60 150 20 1 o

@Stock OAvailable upon Order D Tol
o< 08
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(< 45HRO) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
©} © © @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P587
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MILLING TOOLS | Solid Carbide Endmills

FH200-RN6-H

6 Flutes, Corner Radius, Long Neck

.
U«H7 J[P %’—gol Figl H

L1
CAY S b

L
Please refer to page 167

Ordering Code D Lc R d2 L1 L d Figure No. Stock
FH200-RN6-06004-H 6 5 0.375 55 24 100 1 O
FH200-RN6-08005-H 8 7 0.5 7.5 32 100 1 @
FH200-RN6-10006-H 10 8 0.625 9.5 40 120 10 1 o
FH200-RN6-12008-H 12 10 0.75 115 48 120 12 1 ( }
FH200-RN6-16010-H 16 14 1 155 64 150 16 1 o
FH200-RN6-20013-H 20 18 1.25 19.5 80 150 20 1 O

@Stock OAvailable upon Order D Tol
oo 33
Unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carbon Steel PH,Ferrite
’ Alloy Steel e ) Hardened Steel Hardened Steel Hardened Steel
Alloy Steel Martensite Steel
(< 35HRC) (35-48HRC) ( < 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
© © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P587
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Solid Carbide Endmills | MILLING TOOLS

SPM200-SN2

2 Flutes with Extended Neck, Square

Neck R

olq-—-—— = —r——Ftr=F\a ﬁw

) L1 Le
=lol-1] Hi]u!
Please refer to page 167
. Under The effective under-neck length
Ordering Code I';/:I;l LZremg‘I:h Lzl:gh ’\IID?gk (L):r?;g sg?aer NT'?Ck lntimegrlznce AR HCUETACS Stock
‘ Pl et ‘ P s 1 1e 2w
SPM200-SN2-0.1-0.3-V 0.3 1439 031 033 035 037 040 @
SPM200-SN2-0.1-0.5-V 0.1 05 015 0.08 50 4 1 14.03 0.52 0.55 0.58 0.60 0.65 @
SPM200-SN2-0.1-1-V 1 1322 1.05 1.09 1.13 1.18 127 @
SPM200-SN2-0.2-0.5-V 0.5 14.03 0.52 0.54 0.57 059 0.64 @
SPM200-SN2-0.2-1-V 1 1320 1.04 1.08 1.12 116 126 @
SPM200-SN2-0.2-1.5-V 02 15 03 017 50 4 1 1245 156 162 167 174 188 @
SPM200-SN2-0.2-2-V 2 11,79 2.08 215 223 231 250 @
SPM200-SN2-0.2-3-V 3 10.65 3.11 3.22 334 346 3.74 O
SPM200-SN2-0.3-1-V 1 13.06 1.06 1.12 1.18 123 133 @
SPM200-SN2-0.3-1.5-V 1.5 1231 159 167 174 181 195 @
SPM200-SN2-0.3-2-V 0.3 2 0.45 0.27 50 4 2 11.65 212 221 229 238 257 @
SPM200-SN2-0.3-2.5-V 2.5 11.05 2.64 2.75 2.85 296 320 @
SPM200-SN2-0.3-3-V 3 10.51 3.16 3.28 3.40 3.53 382 @
SPM200-SN2-0.4-1-V 1 13.01 1.06 1.12 1.18 123 133 @
SPM200-SN2-0.4-1.5-V 1.5 1225 159 167 174 181 195 @
SPM200-SN2-0.4-2-V 2 11.57 212 221 229 238 257 @
SPM200-SN2-0.4-2.5-V 2.5 1097 2.64 275 2.85 296 320 O
SPM200-SN2-0.4-3-V 3 1042 3.16 3.28 3.40 353 382 @
SPM200-SN2-0.4-3.5-V 04 35 06 037 50 4 2 9.92 3.68 3.82 3.96 411 444 @
SPM200-SN2-0.4-4-V 4 9.47 420 435 451 468 506 @
SPM200-SN2-0.4-5-V 5 8.68 524 542 562 583 630 O
SPM200-SN2-0.4-6-V 6 8.01 6.27 6.49 6.73 6.98 755 O
SPM200-SN2-0.4-8-V 8 6.94 8.34 863 8.94 9.28 10.03 @
SPM200-SN2-0.4-10-V 10 6.12 10.41 10.77 11.16 11.58 12.52 O
@Stock OAvailable upon Order D Tol

0
0.1<D<05 9407

0.6<p<09 9.,

1.0<p<60  §ois

Recommended Cutting Data 3 P589
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MILLING TOOLS | Solid Carbide Endmills

SPM200-SN2 -

2 Flutes with Extended Neck, Square

Interference angle 0

The effective

under-neck length B

—

Under Neck Length q m .
a1 ] e 1|

Please refer to page 167

) Continue
. Under The effective under-neck length
Mill Flute Neck Overall Shank Interference c
Ordering Code Dia. U5eS Length Dia. Length Dia. e Angle LTI Ll T Stock
Length R
D Lc d2 L d 0
L1 05° | 1° | 15° | 20 | 3
SPM200-SN2-0.5-1-V 1 1296 1.06 1.12 1.18 1.23 1.33
SPM200-SN2-0.5-1.5-V 1.5 12.19 159 1.67 1.74 1.81 1.95
SPM200-SN2-0.5-2-V 2 11.50 212 221 229 238 2.57
SPM200-SN2-0.5-2.5-V 2.5 10.88 2.64 2.75 2.85 296 3.20

SPM200-SN2-0.5-3-V 10.33  3.16 3.28 3.40 3.53 3.82
SPM200-SN2-0.5-4-V 9.37 420 435 451 4.68 5.06

3
0.5
4
SPM200-SN2-0.5-5-V 5 8.58 524 5.42 5.62 583 6.30
6
8

0.75 047 50 4 2

SPM200-SN2-0.5-6-V 7.91 6.27 6.49 6.713 6.98 7.55
SPM200-SN2-0.5-8-V 6.84 834 8.63 894 9.28 10.03
SPM200-SN2-0.5-10-V 10 6.02 10.41 10.77 11.16 11.58 12.52

@ 0000000 CeCeoeooo0o000000 oo

SPM200-SN2-0.6-2-V 2 11.21 217 231 244 256 2.78
SPM200-SN2-0.6-3-V 3 10.07 3.24 3.42 3.58 3.72 4.02
SPM200-SN2-0.6-4-V 4 9.13 430 451 4.69 4.87 5.26
SPM200-SN2-0.6-5-V 5 836 535 559 580 6.02 6.50
SPM200-SN2-0.6-6-V 0.6 6 09 057 50 4 4 770 640 6.67 691 T7.17 T.75
SPM200-SN2-0.6-7-V T 7.14 744 T7.74 8.02 8.32 8.99
SPM200-SN2-0.6-8-V 8 6.66 849 881 9.12 9.47 10.23
SPM200-SN2-0.6-9-V 9 6.23  9.53 9.88 10.23 10.62 11.48
SPM200-SN2-0.6-10-V 10 5.86  10.57 10.94 11.34 11.77 12.72
SPM200-SN2-0.7-2-V 2 11.13 217 231 2.44 256 2.78
SPM200-SN2-0.7-4-V 4 9.02 430 4.51 4.69 4.87 5.26
SPM200-SN2-0.7-6-V 0.7 6 1.05 0.67 50 4 4 7.59 6.40 6.67 6.91 7.17 T7.75
SPM200-SN2-0.7-8-V 8 6.54 8.49 8.81 9.12 9.47 10.23
SPM200-SN2-0.7-10-V 10 5.75 10.57 10.94 11.34 11.77 12.72
@Stock OAvailable upon Order D Tol

0
0.1<D<05 9407

0.6<p<09 9.,

Recommended Cutting Data * P589
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Solid Carbide Endmills | MILLING TOOLS

SPM200-SN2

2 Flutes with Extended Neck, Square

Neck R

o {-—-—-——— —r— =2 M\w

) Ly Le

Q-] HL |

Please refer to page 167

) Continue

. Under The effective under-neck length
Ordering Code llglllall L’:r?g:h Lzl:;:h ’\IIJG::k E)Z:;Ll SB?:k N;Ck Intti\r:glznce for the various draft angles _—
° u e @ L d ‘ ? 05° | 1° | 15° | 20 | 3
SPM200-SN2-0.8-4-V 4 50 8.94 427 448 465 483 522 @
SPM200-SN2-0.8-6-V 6 50 7.49 6.37 6.63 6.87 7.13 770 @
SPM200-SN2-0.8-8-V 0.8 8 1.2 | 0.76 | 50 4 4 6.45 8.46 877 9.09 9.43 10.19 @
SPM200-SN2-0.8-10-V 10 50 5.65 10.54 10.91 11.30 11.73 12.68 O
SPM200-SN2-0.8-12-V 12 55 5.04 12.61 13.05 13.52 14.03 15.16 @
SPM200-SN2-0.9-6-V 6 50 7.37 6.37 6.63 6.87 7.13 770 @
SPM200-SN2-0.9-8-V 8 50 6.33 8.46 877 9.09 9.43 10.19 O
SPM200-SN2-0.9-10-V 09 10 1351 0.86 50 N N 5.54  10.54 10.91 11.30 11.73 12.68 @
SPM200-SN2-0.9-12-V 12 55 493 12.61 13.05 13.52 14.03 15.16 O
SPM200-SN2-1-2-V 2 50 10.89 2.15 229 241 252 273 @
SPM200-SN2-1-3-V 3 50 9.68 321 339 354 368 398 @
SPM200-SN2-1-4-V 4 50 8.71 427 448 465 483 522 @
SPM200-SN2-1-5-V 5 50 7.91 532 556 576 598 646 @
SPM200-SN2-1-6-V 6 50 7.25 6.37 6.63 687 7.13 7.70 @
SPM200-SN2-1-7-V T 50 6.69 741 7.0 798 828 895 @
SPM200-SN2-1-8-V 1 8 15 | 0.96 50 4 4 6.21 8.46 877 9.09 9.43 10.19 @
SPM200-SN2-1-9-V 9 50 5.79 9.50 9.84 10.19 10.58 1143 O
SPM200-SN2-1-10-V 10 50 5.43 10.54 1091 11.30 11.73 12.68 @
SPM200-SN2-1-12-V 12 55 4.82 12.61 13.05 13.52 14.03 15.16 @
SPM200-SN2-1-14-V 14 55 434  14.67 15.19 15.73 16.32 1765 O
SPM200-SN2-1-16-V 16 55 394 16.74 17.33 17.95 18.62 20.14 @
SPM200-SN2-1-20-V 20 60 3.33 20.88 21.6 22.3823.22 2511 @
SPM200-SN2-1-25-V 25 65 2.79  26.05 26.95 27.93 28.97 - ([
SPM200-SN2-1.2-6-V 1.2 6 18 115 50 4 4 7.01 635 6.6 684 7.09 7.67 @
@Stock OAvailable upon Order D Tol

0.1<p<05 8407

0.6<p<09 %,

0
1.0<D<60 315

(mm)

Recommended Cutting Data * P589
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MILLING TOOLS | Solid Carbide Endmills

SPM200-SN2

2 Flutes with Extended Neck, Square

Interference angle 0

The effective

under-neck Length B

E——

Under Neck Length . m .
a1 ] e 1|

Please refer to page 167

) Continue
.. Under The effective under-neck length
Mill Flute Neck Overall Shank Interference .
Ordering Code Dia. LNeck Length Dia. Length Dia. LSS Angle for the various draft angles Stock
ength R
D d2 L d ]
L1 0.5° | 1° | 150 | 20 | 3°

SPM200-SN2-1.2-8-V 8 50 5.97 8.43 874 9.05 9.39 10.16 @
SPM200-SN2-1.2-10-V 12 10 18 | 115 50 4 4 520 10.51 10.88 11.27 11.69 12.64 @
SPM200-SN2-1.2-12-V ' 12 ' ' 55 461 1258 13.02 13.49 13.99 15.13 @
SPM200-SN2-1.2-16-V 16 55 3.75 16.71 17.3 17.92 18.59 20.10 O
SPM200-SN2-1.4-6-V 6 50 6.74 6.33 6.57 6.81 7.07 7.64 @

14 21 1.34 4 4
SPM200-SN2-1.4-12-V 12 55 438 12.5512.99 13.46 13.97 15.10 @
SPM200-SN2-1.5-4-V 4 50 8.08 424 443 459 477 515 @
SPM200-SN2-1.5-6-V 6 50 6.60 6.33 6.57 6.81 7.07 764 @
SPM200-SN2-1.5-8-V 8 50 5.58 8.41 8.71 9.03 9.37 10.13 @
SPM200-SN2-1.5-10-V 10 50 483 10.48 10.85 11.24 11.67 1261 @
SPM200-SN2-1.5-12-V 12 55 426 12.5512.99 13.46 13.97 1510 @
SPM200-SN2-1.5-14-V 14 55 3.81 14.62 15.13 15.68 16.26 17.58 @
SPM200-SN2-1.5-16-V 1.5 16 225 144 55 4 4 3.44  16.69 17.27 17.89 18.56 20.07 O
SPM200-SN2-1.5-18-V 18 60 3.14 18.76 19.41 20.11 20.86 22.56 @
SPM200-SN2-1.5-20-V 20 60 2.89 20.82 21.5522.33 23.16 - @)
SPM200-SN2-1.5-25-V 25 65 241 2599 269 27.87 2891 - @)
SPM200-SN2-1.5-30-V 30 70 2.06 31.16 32.25 33.41 34.66 - o
SPM200-SN2-1.5-35-V 35 75 1.80 36.33 37.59 38.95 - = o
SPM200-SN2-1.5-40-V 40 80 1.60 41.50 42.94 44.49 - - @)
SPM200-SN2-1.6-6-V 6 50 6.45 6.33 6.57 6.81 7.07 7.64 @

1.6 24 154 4 4
SPM200-SN2-1.6-8-V 8 50 5.43 8.41 871 9.03 9.37 10.13 O
SPM200-SN2-1.8-6-V 6 50 6.14 6.31 655 6.79 7.04 7.61 O

1.8 2.7 173 4 4
SPM200-SN2-1.8-8-V 8 50 5.14 8.39 8.69 9.00 9.34 10.10 O
SPM200-SN2-2-4-V 2 4 3 1.92 50 4 4 1.27 421 439 455 472 511 O

@Stock OAvailable upon Order D Tol

0.1<p<05 8407

0.6<p<09 %,

Recommended Cutting Data * P589
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Solid Carbide Endmills | MILLING TOOLS

SPM200-SN2

2 Flutes with Extended Neck, Square

Neck R

o {-—-—-——— —r— =2 M\w

) Ly Le

CRSEA0

Please refer to page 167

) Continue

. Under The effective under-neck length
Ordering Code Il;/:;a“ L’:r?gc(h LZIIE‘;h ’\Il)elgk cLZ:;Pl: sg?:k NT?Ck |nteAl’:\€;rlche for the various draft angles Stock
‘ L1 < | @ L d ‘ ? 05° | 1° | 15° | 20 | 3
SPM200-SN2-2-6-V 6 50 5.81 6.30 6.53 6.77 7.02 759 @
SPM200-SN2-2-8-V 8 50 4.83 8.38 867 8.99 9.32 10.08 @
SPM200-SN2-2-10-V 10 50 4.14 10.4510.81 11.20 11.62 12.57 @
SPM200-SN2-2-12-V 12 55 3.62 12.51 12.95 13.42 13.92 15.05 @
SPM200-SN2-2-14-V 14 55 321  14.58 15.09 15.64 16.22 1754 @
SPM200-SN2-2-16-V 16 55 2.89 16.6517.23 17.85 18.52 - ([
SPM200-SN2-2-18-V 2 18 3 192 60 4 4 2.63  18.72 19.37 20.07 20.82 - o
SPM200-SN2-2-20-V 20 60 241 20.78 21.51 22.28 23.12 - ([
SPM200-SN2-2-25-V 25 65 199 25.9526.86 27.83 - - ([
SPM200-SN2-2-30-V 30 70 1.70 31.12 32.2 3337 - = o
SPM200-SN2-2-35-V 35 75 1.48 36.29 37.55 - - - O
SPM200-SN2-2-40-V 40 80 131 41.46 429 - S = ([
SPM200-SN2-2-50-V 50 90 1.07 51.79 536 - - - O
SPM200-SN2-2.5-8-V 8 50 3.95 835 864 895 9.29 10.04 @
SPM200-SN2-2.5-12-V 12 55 2.89 1248 12.92 13.39 13.89 - o
SPM200-SN2-2.5-16-V 16 55 228 16.62 17.2 17.82 1849 - ([
SPM200-SN2-2.5-20-V 2.5 20 3.75 24 60 4 4 1.88 20.7521.48 22.25 - - O
SPM200-SN2-2.5-30-V 30 70 1.31 31.09 32.17 - = = ([
SPM200-SN2-2.5-40-V 40 80 1.01  41.43 4287 - - - O
SPM200-SN2-2.5-50-V 50 90 0.82 5176 - = = = O
SPM200-SN2-3-8-V 8 55 6.27 8.33 862 893 9.26 10.02 O
SPM200-SN2-3-12-V 12 60 486 12.46 129 13.36 13.86 1499 @
SPM200-SN2-3-16-V 16 45 | 288 60 6 N 3.97 16.60 17.17 17.79 18.46 19.96 @
SPM200-SN2-3-20-V 20 65 3.35 20.73 21.4522.23 23.06 2493 @
@Stock OAvailable upon Order D Tol

0.1<p<05 8407

0.6<p<09 %,

10<0<60  §o1s

Recommended Cutting Data * P589
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MILLING TOOLS | Solid Carbide Endmills

SPM200-SN2

2 Flutes with Extended Neck, Square

Interference angle 0

The effective

under-neck Length B

E——

Under Neck Length @ .
AICrSIN m
.¢ [ >~

Please refer to page 167

) Continue
. Under The effective under-neck length
Ordering Code Il;/:;a“ L’:r?g:h LZIIE‘;h ’\Il)e::k (I_)Zs;rl: sg?;k N‘;Ck InteAr;egrleénce for the various draft angles S
‘ L1 < | @ L d ‘ ? 05° | 1° | 1.5 | 20 | 3
SPM200-SN2-3-25-V 25 70 2.81 2590 26.8 27.77 28.81 - O
SPM200-SN2-3-30-V 3 30 a5 | 288 75 6 4 241 31.07 32.15 33.31 34.56 - (]
SPM200-SN2-3-40-V 40 90 1.89  41.40 42.85 44.39 - - [
SPM200-SN2-3-50-V 50 100 1.55 51.74 53.54 55.48 - = O
SPM200-SN2-4-12-V 12 60 3.63 1244 12.88 13.34 13.84 1497 @
SPM200-SN2-4-16-V 16 60 290 16.58 17.16 17.78 18.44 - O
SPM200-SN2-4-20-V 20 70 241 20.71 21.43 22.21 23.04 - O
SPM200-SN2-4-25-V 25 70 2.00 25.88 26.78 27.75 - = O
SPM200-SN2-4-30-V N 30 6 | 388 80 ° N 1.70  31.0532.13 33.29 - - O
SPM200-SN2-4-35-V 35 80 1.48 36.22 3748 - = = O
SPM200-SN2-4-40-V 40 90 131 41.394283 - - - [ J
SPM200-SN2-4-50-V 50 100 1.07 51.72 5352 - = = O
SPM200-SN2-5-20-V 20 70 131 20.71 2143 - - - [ ]
SPM200-SN2-5-25-V 25 70 1.07 25.87 26.78 - = = O
SPM200-SN2-5-30-V 5 30 7.5 485 80 6 4 0.90 31.04 - - - - O
SPM200-SN2-5-40-V 40 90 0.69 4138 - = = = (]
SPM200-SN2-5-50-V 50 100 0.56 5172 - - - - O
SPM200-SN2-6-20-V 20 70 = = = = = = O
SPM200-SN2-6-30-V 30 80 - - - - - - O
SPM200-SN2-6-40-V 6 40 |8 90 0 ) = = = = = = O
SPM200-SN2-6-50-V 50 100 - - - - - - o
@Stock OAvailable upon Order D Tol

0.1<p<05 8407

0.6<p<09 %,

Recommended Cutting Data * P589
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Solid Carbide Endmills | MILLING TOOLS

SPM200-RN2

2 Flutes with Extended Neck, Corner Radius

The diameter more than ®4 is not the back taper shape

R:20. 005mm

Tolerance on Corner radius R e
=S|

ol-1 Ut [u
=

Please refer to page 167

Mill l:\lliir Flute Neck Overall Shank NeckInterference Thfeo ?T}?;t\i\;fizﬂgzrr_ar}fgﬁlizsgth
Ordering Code Dia. r L Length Dia. Length Dia. Angle & Stock
D ength =/ @ L ¢ R 9
‘ L1 0.5° | 1° |15 | 20 | 3

SPM200-RN2-0.2-0.5-0.02-V 0.5 14.07 0.52 0.54 0.56 0.58 0.63
SPM200-RN2-0.2-1-0.02-V 0.02 1 13.23 1.04 1.08 1.12 1.16 1.25
SPM200-RN2-0.2-2-0.02-V 2 11.82 2.08 215 223 231 250
SPM200-RN2-0.2-0.5-0.05-V 0.2 0.5 0.16 0.17 50 4 1 1412 0.52 0.54 0.56 0.58 0.62
SPM200-RN2-0.2-1-0.05-V 0.05 1 13.28 1.04 1.08 1.11 1.15 124
SPM200-RN2-0.2-1.5-0.05-V ' 15 1253 156 1.61 1.67 1.73 1.87

SPM200-RN2-0.2-2-0.05-V 11.85 2.08 215 222 230 249
SPM200-RN2-0.3-1-0.02-V 13.09 1.06 1.12 1.17 123 1.33

SPM200-RN2-0.3-3-0.02-V 10.53 3.16 3.28 3.40 3.53 3.81

2
1
SPM200-RN2-0.3-2-0.02-V 0.02 2 11.67 211 221 229 238 257
3
1

SPM200-RN2-0.3-1-0.05-V 13.14 106 1.12 1.17 122 132

0.3 0.24 0.27 50 4 2
SPM200-RN2-0.3-1.5-0.05-V 1.5 1238 159 166 1.73 1.80 1.94
SPM200-RN2-0.3-2-0.05-V 005 2 11.71 211 221 229 237 2.56
SPM200-RN2-0.3-2.5-0.05-V 2.5 11.11 2.64 2.75 284 295 3.18

10.56 3.16 3.28 3.40 3.52 3.81
SPM200-RN2-0.4-1-0.02-V 13.04 106 1.12 1.17 123 1.33

SPM200-RN2-0.3-3-0.05-V

SPM200-RN2-0.4-2-0.02-V 0.02 11.60 2.11 221 229 238 2.57

SPM200-RN2-0.4-4-0.02-V 9.49 420 435 4.51 4.68 5.06

3
1
2
SPM200-RN2-0.4-3-0.02-V 3 10.44 3.16 3.28 3.40 353 3.81
4
1

SPM200-RN2-0.4-1-0.05-V 0.4 0.32 037 50 4 2 13.09 1.06 1.12 117 122 1.32

(OXOOIONOIHOIOIHOIOGION ION MONOCIHONOIOMON MHONOMON®

SPM200-RN2-0.4-1.5-0.05-V 1.5 12.32 159 166 1.73 1.80 1.94
SPM200-RN2-0.4-2-0.05-V 0.05 2 11.64 2.11 221 229 237 256
SPM200-RN2-0.4-2.5-0.05-V 2.5 11.03 2.64 2.75 2.84 295 3.18
SPM200-RN2-0.4-3-0.05-V 3 10.47 3.16 3.28 3.40 3.52 3.81
@Stock OAvailable upon Order R Tol
R +0.005

Recommended Cutting Data * P599
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SPM200-RN2 =

2 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective

under-neck length Draft angle

—

Under Neck Length .

Please refer to page 167

) Continue
Mill L:\lriir Flute Neck Overall Shank Neck Interference Thﬁoiif}?;t\i,\;?ig:gzrr_anff;ﬁlelzsgth
Ordering Code Dia. r L Length Dia. Length Dia. Angle & Stock
ength R
D Lc d2 L d ]

‘ L1 ‘ 05° | 1° |15 | 20 | 3
SPM200-RN2-0.4-3.5-0.05-V 0.05 3.5 9.97 3.68 3.82 3.95 4.10 4.43
SPM200-RN2-0.4-4-0.05-V ' 9.52 420 435 451 467 5.05
SPM200-RN2-0.4-1-0.1-V 13.17 1.06 1.11 116 1.21 131

0.4 0.32 0.37 50 4 2
SPM200-RN2-0.4-2-0.1-V 0.1 11.70 2.11 220 2.28 237 2.55

SPM200-RN2-0.4-3-0.1-V
SPM200-RN2-0.4-4-0.1-V
SPM200-RN2-0.5-1-0.02-V
SPM200-RN2-0.5-2-0.02-V
SPM200-RN2-0.5-3-0.02-V 0.02
SPM200-RN2-0.5-4-0.02-V
SPM200-RN2-0.5-6-0.02-V
SPM200-RN2-0.5-1-0.05-V
SPM200-RN2-0.5-2-0.05-V
SPM200-RN2-0.5-3-0.05-V

10.53 3.16 3.28 3.39 3.52 3.79
9.56 420 435 450 4.67 5.04
13.00 106 1.12 1.17 123 1.33
1153 211 221 229 238 257
1035 3.16 3.28 3.40 3.53 3.81
939 420 435 451 4.68 5.06
792 6.27 6.49 6.73 6.98 7.54
13.05 1.06 1.12 1.17 122 132
1156 211 221 229 237 2.56
10.38 3.16 3.28 3.40 3.52 3.81

SPM200-RN2-0.5-4-0.05-V 0.5 0.05 0.4 047 50 4 2 9.42 420 435 451 4.67 5.05
SPM200-RN2-0.5-5-0.05-V 862 524 542 561 582 6.29
SPM200-RN2-0.5-6-0.05-V 794 627 6.49 6.72 697 7.53
SPM200-RN2-0.5-1-0.1-V 13.13 1.06 1.11 1.16 121 131
SPM200-RN2-0.5-2-0.1-V 11.63 211 220 228 237 2.55
SPM200-RN2-0.5-3-0.1-V 0.1 10.44 3.16 3.28 3.39 3.52 3.79

SPM200-RN2-0.5-4-0.1-V
SPM200-RN2-0.5-5-0.1-V
SPM200-RN2-0.5-6-0.1-V
SPM200-RN2-0.6-2-0.02-V 0.6 |0.02

9.46 4.20 435 450 4.67 5.04
865 524 542 561 582 6.28
797 627 649 6.72 6.97 7.52
0.48 0.57 50 4 4 11.24 217 231 244 255 2.77

N gl W N R O G B~ WNRFEF O P WN KR D WO = B>
O 00000000000 eOO0e o0 eOOO0O0oO0o

@Stock OAvailable upon Order R Tol

Recommended Cutting Data * P599
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SPM200-RN2

2 Flutes with Extended Neck, Corner Radius

The diameter more than ®4 is not the back taper shape

R:20. 005mm

Tolerance on Corner radius R e
=S|

ol-1 Ut [u
=

Please refer to page 167

) Continue
. Under The effective under-neck length
Mill Flute Neck Overall Shank Interference .
Ordering Code Dia. r NS Length Dia. Length Dia. Reck Angle for the various draft angles Stock
D tength =/ @y L 4 R 8
‘ L1 ‘ 05° | 1° | 15 | 20 | 3

SPM200-RN2-0.6-4-0.02-V 0.02 4 9.15 429 451 469 486 526 O
SPM200-RN2-0.6-6-0.02-V ' 6 T7.71 6.40 6.66 6.90 7.16 7.74 O
SPM200-RN2-0.6-2-0.05-V 2 11.27 2.17 231 243 255 276 O
SPM200-RN2-0.6-4-0.05-V 4 9.18 429 451 468 486 525 @
SPM200-RN2-0.6-6-0.05-V 0.05 6 773 640 6.66 6.90 7.16 7.74 O
SPM200-RN2-0.6-8-0.05-V 8 6.68 849 8.80 9.12 9.6 10.22 O

0.6 0.48 0.57 50 4 4
SPM200-RN2-0.6-10-0.05-V 10 5.88 10.57 10.94 11.33 11.76 12.71 O
SPM200-RN2-0.6-2-0.1-V 2 11.34 2.16 230 243 254 275 @
SPM200-RN2-0.6-4-0.1-V 4 9.22 429 450 4.68 485 524 @
SPM200-RN2-0.6-6-0.1-V 0.1 6 776 639 6.66 6.90 7.15 7.72 O
SPM200-RN2-0.6-8-0.1-V 8 6.70 848 8.80 9.11 9.45 1021 O
SPM200-RN2-0.6-10-0.1-V 10 5.89 10.57 10.94 11.33 11.75 12.70 O
SPM200-RN2-0.7-4-0.05-V 0.05 4 9.07 429 451 468 486 525 O
SPM200-RN2-0.7-6-0.05-V ' 6 762 640 6.66 6.90 7.16 7.74 O

0.7 0.56 0.67 50 4 4
SPM200-RN2-0.7-4-0.1-V 0.1 4 9.11 429 450 4.68 4.85 524 O
SPM200-RN2-0.7-6-0.1-V ' 6 765 639 6.66 6.90 7.15 7.72 O
SPM200-RN2-0.8-4-0.02-V 0.02 4 50 8.96 427 447 465 482 521 O
SPM200-RN2-0.8-6-0.02-V ' 6 50 7.51 6.37 6.63 6.87 7.12 770 O
SPM200-RN2-0.8-4-0.05-V 4 50 8.99 427 447 465 482 521 O
SPM200-RN2-0.8-6-0.05-V 6 50 752 637 6.63 6.86 7.12 7.69 O

0.8 0.05 0.64 0.76 4 4
SPM200-RN2-0.8-8-0.05-V 8 50 6.47 8.45 8.76 9.08 9.42 10.18 O
SPM200-RN2-0.8-12-0.05-V 12 55 5.05 12.61 13.04 13.51 14.02 15.15 O
SPM200-RN2-0.8-4-0.1-V 0.1 4 50 9.03 426 447 464 481 519 @
SPM200-RN2-0.8-6-0.1-V ' 6 50 755 637 6.62 6.86 7.11 7.68 O
@Stock OAvailable upon Order R Tol

R +0.005

Recommended Cutting Data * P599
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SPM200-RN2 =

2 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective

under-neck length Draft angle

Detail of neck shape

—

Under Neck Length W .
AICISIN m

Please refer to page 167

) Continue
) M.ill l:\ll(iir Flute Ne:'ck Overall Sh?nk Neck Interference Thfofifﬁgt\i/\;?ig:gZtar}fgﬁngth
Ordering Code Dia. r Length Length Dia. Length Dia. R Angle Stock
° | |2t d ? 050 [ 1° [15° [ 20 [ 3
SPM200-RN2-0.8-8-0.1-V 8 50 6.49 8.45 8.76 9.07 9.41 10.17 O
SPM200-RN2-0.8-12-0.1-V 01 12 55 5.06  12.60 13.04 13.51 14.01 15.14 O
SPM200-RN2-0.8-4-0.2-V 4 50 9.12 426 446 4.63 480 517 @
SPM200-RN2-0.8-6-02V 6 PO g % 16 636 661 685 710 7.66 O
SPM200-RN2-0.8-8-0.2-V 02 8 50 6.54 8.45 8.75 9.06 9.40 10.14 O
SPM200-RN2-0.8-12-0.2-V 12 55 5.09 12.60 13.03 13.50 14.00 15.11 O
SPM200-RN2-1-2-0.02-V 2 50 10.92 215 228 240 252 273 O
SPM200-RN2-1-4-0.02-V 4 50 8.72 427 447 465 482 521 O
SPM200-RN2-1-6-0.02-V 0.02 6 50 7.26 6.37 6.63 6.87 7.12 770 O
SPM200-RN2-1-8-0.02-V 8 50 6.22 8.46 8.77 9.08 9.42 10.19 O
SPM200-RN2-1-10-0.02-V 10 50 5.44  10.53 10.91 11.30 11.72 12.67 O
SPM200-RN2-1-12-0.02-V 12 55 483  12.61 13.05 13.52 14.02 15.16 O
SPM200-RN2-1-2-0.05-V 2 50 10.96 215 2.28 240 251 272 O
SPM200-RN2-1-3-0.05-V 3 50 9.73 321 338 353 3.67 39 O
SPM200-RN2-1-4-0.05-V 1 4 08 |06 50 4 4 8.75 427 447 465 482 521 @
SPM200-RN2-1-5-0.05-V 5 50 7.95 532 555 575 597 645 O
SPM200-RN2-1-6-0.05-V 6 50 7.28 6.37 6.63 6.86 7.12 769 @
SPM200-RN2-1-8-0.05-V 0.05 8 50 6.23 8.45 8.76 9.08 9.42 10.18 O
SPM200-RN2-1-10-0.05-V 10 50 5.45 10.53 10.90 11.30 11.72 12.67 O
SPM200-RN2-1-12-0.05-V 12 55 484 12.61 13.04 13.51 14.02 15.15 O
SPM200-RN2-1-16-0.05-V 16 60 3.95 16.74 17.32 17.95 18.62 20.12 O
SPM200-RN2-1-20-0.05-V 20 60 3.34  20.88 21.60 22.38 23.22 25.10 O
SPM200-RN2-1-2-0.1-V 2 50 11.03  2.14 227 239 250 271 O
SPM200-RN2-1-3-0.1-V 01 3 50 9.79 321 338 353 3.66 395 O
@Stock OAvailable upon Order R Tol

R +0.005

Recommended Cutting Data ¥ P599
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SPM200-RN2

2 Flutes with Extended Neck, Corner Radius

The diameter more than ®4 is not the back taper shape

R:20. 005mm

Tolerance on Corner radius R B
N

ol-1 Ut [u
=

Please refer to page 167

) Continue
.
Ordering Code Dia. r Length Length Dia. Length Dia. R Angle Stock
‘ ° o eo@ ot ¢ ‘ ? 05° | 1° | 150 | 20 | 3
SPM200-RN2-1-4-0.1-V 4 50 8.80 426 447 464 481 519 @
SPM200-RN2-1-5-0.1-V 5 50 7.99 532 555 575 59 6.44 @
SPM200-RN2-1-6-0.1-V 6 50 7.31 6.37 6.62 686 7.11 7.68 @
SPM200-RN2-1-8-0.1-V 01 8 50 6.25 8.45 8.76 9.07 9.41 10.17 O
SPM200-RN2-1-10-0.1-V 10 50 5.46  10.53 10.90 11.29 11.71 12.65 @
SPM200-RN2-1-12-0.1-V 12 55 485 12.60 13.04 13.51 14.01 15.14 O
SPM200-RN2-1-16-0.1-V 16 60 396 16.74 17.32 17.94 18.61 20.11 @
SPM200-RN2-1-20-0.1-V 20 60 3.35 20.87 21.60 22.37 23.21 25.08 O
SPM200-RN2-1-2-0.2-V 2 50 11.17  2.14 2.26 238 248 268 O
SPM200-RN2-1-3-0.2-V 3 50 9.90 320 3.37 3.51 365 393 O
SPM200-RN2-1-4-0.2-V 4 50 8.89 426 446 4.63 480 517 @
SPM200-RN2-1-5-0.2-V 5 50 8.06 531 554 574 595 641 @
SPM200-RN2-1-6-0.2-V ! 6 0.8 1098 50 N N 7.37 6.36 6.61 6.85 7.10 7.66 @
SPM200-RN2-1-8-0.2-V 02 8 50 6.30 8.45 875 9.06 9.40 10.14 @
SPM200-RN2-1-10-0.2-V 10 50 5,50  10.53 10.89 11.28 11.70 12.63 O
SPM200-RN2-1-12-0.2-V 12 55 488  12.60 13.03 13.50 14.00 15.11 O
SPM200-RN2-1-16-0.2-V 16 60 3.98 16.74 17.31 17.93 18.59 20.09 O
SPM200-RN2-1-20-0.2-V 20 60 3.36  20.87 21.59 22.36 23.19 25.06 O
SPM200-RN2-1-2-0.3-V 2 50 1132 213 225 236 247 266 O
SPM200-RN2-1-3-0.3-V 3 50 10.01 3.20 3.36 350 3.63 390 O
SPM200-RN2-1-4-0.3-V 4 50 8.98 425 445 462 478 515 O
SPM200-RN2-1-5-0.3-V 03 O) 50 8.14 531 553 573 593 639 O
SPM200-RN2-1-6-0.3-V 6 50 7.44 6.36 6.61 6.84 7.08 7.63 O
SPM200-RN2-1-8-0.3-V 8 50 6.35 8.44 8.75 9.05 9.38 10.12 O
@Stock OAvailable upon Order R Tol

R +0.005

Recommended Cutting Data * P599
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2 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective

under-neck length Draft angle

Detail of neck shape

—

Under Neck Length W .
AICISIN m

Please refer to page 167

) Continue
) M_ill L:\lr;iir Flute Ne:ck Overall Sh?znk Neck Interference ThfofifﬁgtxiigEgzrr_ané(;ﬁgzsgth
Ordering Code DBa. r Length Lelcfth [le; LenLgth D(lja. R Angle Stock
L1 05° | 1° | 15 | 20 | 3
SPM200-RN2-1-10-0.3-V 10 50 5.53 10.52 10.89 11.27 11.68 12.60 O
SPM200-RN2-1-12-0.3-V 12 55 490 12.60 13.03 13.49 13.98 15.09 O
SPM200-RN2-1-16-0.3-V 103 16 0.8 1098 60 ! N 400 16.73 17.30 17.92 18.58 20.06 O
SPM200-RN2-1-20-0.3-V 20 60 3.37 20.87 21.58 22.35 23.18 25.04 O
SPM200-RN2-1.25-5-0.1-V 5 50 768 530 552 572 593 640 @
SPM200-RN2-1.25-10-0.1-V 0.1 10 50 5.17 10.50 10.87 11.26 11.68 12.62 O
SPM200-RN2-1.25-15-0.1-V 15 55 3.90 15.68 16.22 16.80 17.43 18.83 O
SPM200-RN2-1.25-20-0.1-V 20 60 3.13  20.84 21.57 22.34 23.18 25.05 O
SPM200-RN2-1.25-5-0.2-V 5 50 775 529 551 571 591 638 @
SPM200-RN2-1.25-10-0.2-V 10 50 521 10.50 10.86 11.25 11.66 12.59 O
sPM200RN2-125-15-02v 0 0215 T M0 ss % 34y 156716211679 17411881 O
SPM200-RN2-1.25-20-0.2-V 20 60 3.14  20.84 21.56 22.33 23.16 25.02 O
SPM200-RN2-1.25-5-0.3-V 5 50 7.83 529 550 570 590 635 O
SPM200-RN2-1.25-10-0.3-V 10 50 524 10.50 10.86 11.24 11.65 12.57 O
SPM200-RN2-1.25-15-0.3-V 03 15 55 3.94 15.67 16.20 16.78 17.40 18.78 O
SPM200-RN2-1.25-20-0.3-V 20 60 3.15 20.84 21.55 22.32 23.15 25.00 O
SPM200-RN2-1.5-4-0.1-V 4 50 8.17 4.23 442 458 475 513 O
SPM200-RN2-1.5-6-0.1-V 6 50 6.66 6.32 6.57 6.80 7.05 7.62 O
SPM200-RN2-1.5-8-0.1-V 0.1 8 50 562 841 871 9.02 9.35 10.10 O
SPM200-RN2-1.5-12-0.1-V 15 12 19 |1.44 55 4 4 428 12.5512.98 13.45 13.95 15.07 @
SPM200-RN2-1.5-15-0.1-V 15 55 3.63 15.6516.19 16.77 17.40 18.80 O
SPM200-RN2-1.5-20-0.1-V 20 60 290 20.82 21.54 22.32 23.15 - O
SPM200-RN2-1.5-4-0.2-V 0.2 4 50 826 423 441 457 474 510 @
SPM200-RN2-1.5-6-0.2-V 6 50 6.72 6.32 6.56 6.79 7.04 759 @
@Stock OAvailable upon Order R Tol

R +0.005

Recommended Cutting Data ¥ P599
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SPM200-RN2

2 Flutes with Extended Neck, Corner Radius

The diameter more than ®4 is not the back taper shape

R:20. 005mm

Tolerance on Corner radius R B
N

ol-1 Ut [u
=

Please refer to page 167

) Continue
. Under The effective under-neck length
Ordering Code Eﬂgl r L’:r?grh Lzllr-lljgtfh '\Il)?;k I(_)Z:;: Sgi?k N;CklnteAr:]egieence for the various draft angles o
‘ L1 c @t d f 0.5° | 1° | 15 | 20 | 3
SPM200-RN2-1.5-8-0.2-V 8 50 5.66 8.40 870 9.01 9.34 10.08 O
SPM200-RN2-1.5-12-0.2-V - 12 55 431 12.5512.98 13.44 13.94 15.05 @
SPM200-RN2-1.5-15-0.2-V 15 55 3.65 15.6516.19 16.76 17.38 18.78 O
SPM200-RN2-1.5-20-0.2-V 20 60 291 20.82215322312313 - O
SPM200-RN2-1.5-4-0.3-V 4 50 836 422 440 456 472 508 O
SPM200-RN2-1.5-6-0.3-V 6 50 6.78 631 655 6.78 7.02 757 O
SPM200-RN2-1.5-8-0.3-V 8 50 571 840 8.69 899 9.32 10.05 O
SPM200-RN2-1.5-12-0.3-V 03 12 55 433 12.54 12.97 13.43 13.92 15.03 O
SPM200-RN2-1.5-15-0.3-V L2 15 12144 55 44 3.67 15.64 16.18 16.75 17.37 18.76 O
SPM200-RN2-1.5-20-0.3-V 20 60 2.92 20.81 21.53 22.29 23.12 - @)
SPM200-RN2-1.5-4-0.5-V 4 50 855 421 439 454 469 503 O
SPM200-RN2-1.5-6-0.5-V 6 50 691 6.31 6.54 6.76 699 752 O
SPM200-RN2-1.5-8-0.5-V 05 8 50 580 839 8.68 8.97 9.29 10.00 @
SPM200-RN2-1.5-12-0.5-V 12 55 439 12.54 12.96 13.41 13.89 1498 O
SPM200-RN2-1.5-15-0.5-V 15 55 3.71 1564 16.17 16.73 17.34 18.71 O
SPM200-RN2-1.5-20-0.5-V 20 60 2.95 20.81 21.51 22.27 23.09 - (@)
SPM200-RN2-1.75-5-0.1-V 5 50 6.96 526 547 5.67 588 635 O
SPM200-RN2-1.75-10-0.1-V o1 10 50 453 10.46 10.82 11.21 11.63 12.56 O
SPM200-RN2-1.75-15-0.1-V 15 55 3.35 15.63 16.17 16.75 17.38 18.78 O
SPM200-RN2-1.75-20-0.1-V 20 60 2.66 20.8021.5222.292313 - O
SPM200-RN2-1.75-5-0.2-V L7 5 14 168 50 a1 7.03 526 547 566 586 632 O
SPM200-RN2-1.75-10-0.2-V - 10 50 456 10.46 10.82 11.20 11.61 12.54 O
SPM200-RN2-1.75-15-0.2-V 15 55 3.37 15.63 16.16 16.74 17.36 18.75 O
SPM200-RN2-1.75-20-0.2-V 20 60 2.67 20.8021.5122282311 - O
@Stock OAvailable upon Order R Tol
R +0.005
(mm)

Recommended Cutting Data * P599
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2 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective

under-neck length Draft angle

Detail of neck shape

—

Under Neck Length W .
AICISIN m

Please refer to page 167

) Continue
. Under The effective under-neck length
Ordering Code I[;)Aliall r L':r?grh LerEgteh '\:)e|(a:k I(.J:r?éill-ll SB?aer N;d( Inte,t\rrfmegrli:nce for the various draft angles Stock
L1 c et d ? 05° | 1° | 15° | 20 | 3
SPM200-RN2-1.75-5-0.3-V 5 50 7.11 525 546 565 585 630 O
SPM200-RN2-1.75-10-0.3-V 10 50 459 10.4510.81 11.19 11.60 1251 O
SPM200-RN2-1.75-15-0.3-V 17503 15 14 168 55 44 339 1562 16.16 16.7317.3518.73 O
SPM200-RN2-1.75-20-0.3-V 20 60 2.69 20.79 21.51 22.27 23.10 - O
SPM200-RN2-2-4-0.1-V 4 50 736 421 438 454 471 508 @
SPM200-RN2-2-6-0.1-V 6 50 5.86 6.29 6.53 6.76 7.01 757 @
SPM200-RN2-2-8-0.1-V 8 50 487 837 8.66 897 9.31 10.05 @
SPM200-RN2-2-12-0.1-V 12 55 3.64 12.5112.94 13.41 13.91 15.03 @
SPM200-RN2-2-16-0.1-V 01 16 55 290 16.6517.22 17.84 1851 - (@)
SPM200-RN2-2-20-0.1-V 20 60 2.42 20.78 21.50 22.27 23.11 - O
SPM200-RN2-2-25-0.1-V 25 65 2.00 25.9526.8527.82 - - O
SPM200-RN2-2-30-0.1-V 30 70 1.70 31.12 32.20 33.36 - = O
SPM200-RN2-2-4-0.2-V 4 50 746 420 437 453 469 506 @
SPM200-RN2-2-6-0.2-V ) 6 16 |19 50 4 4 593 6.29 6.52 6.75 699 754 @
SPM200-RN2-2-8-0.2-V 8 50 491 837 8.66 896 9.29 10.03 @
SPM200-RN2-2-12-0.2-V 0.2 12 55 3.66 12.51 12.94 13.40 13.89 15.00 @
SPM200-RN2-2-16-0.2-V 16 55 292 16.64 17.22 17.83 18.49 - O
SPM200-RN2-2-20-0.2-V 20 60 2.43  20.78 21.49 22.26 23.09 - O
SPM200-RN2-2-25-0.2-V 25 65 2.00 25.9526.84 27.80 - - [ J
SPM200-RN2-2-30-0.2-V 30 70 1.71 31.11 32.19 3335 - - @
SPM200-RN2-2-4-0.3-V 4 50 756 420 437 452 468 503 O
SPM200-RN2-2-6-0.3-V 6 50 599 6.28 6.51 6.74 698 752 O
SPM200-RN2-2-8-0.3-V 03 8 50 496 836 8.65 895 9.28 10.01 O
SPM200-RN2-2-12-0.3-V 12 55 3.69 12.50 12.93 13.39 13.88 14.98 O
@Stock OAvailable upon Order R Tol

R +0.005

Recommended Cutting Data ¥ P599
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SPM200-RN2

2 Flutes with Extended Neck, Corner Radius

The diameter more than ®4 is not the back taper shape

R:20. 005mm

Tolerance on Corner radius R B
N

ol-1 Ut [u
=

Please refer to page 167

) Continue
- Under The effective under-neck length
Ordering Code II;IE;I r L’::;rh LEIrEJgtteh '\IlDelgk (L)Z:;rl: sB?aer Neck Intel\:egiince for the various draft angles Stock
‘ L1 claet d ‘ ? 0.5° | 1° | 150 | 20 | 3
SPM200-RN2-2-16-0.3-V 16 55 293 16.64 17.21 17.82 18.48 - O
SPM200-RN2-2-20-0.3-V 20 60 2.44  20.77 21.49 22.25 23.08 - o
SPM200-RN2-2-25-0.3-V 03 25 65 2.01  25.94 26.84 27.79 28.82 - O
SPM200-RN2-2-30-0.3-V 30 70 1.71  31.11 32.18 33.34 - - O
SPM200-RN2-2-6-0.5-V 6 50 6.11 6.28 6.50 6.71 6.95 7.47 O
SPM200-RN2-2-8-0.5-V 8 50 5.04 8.36 8.64 893 9.25 9.96 @
SPM200-RN2-2-12-0.5-V 12 55 3.73  12.50 12.92 13.36 13.85 1493 O
SPM200-RN2-2-16-0.5-V 05 16 55 296 16.63 17.19 17.80 18.45 - O
SPM200-RN2-2-20-0.5-V 20 60 246  20.77 21.47 22.23 23.05 - O
SPM200-RN2-2-25-05V 5 O ies Y s ses2es21772879 - O
SPM200-RN2-2-30-0.5-V 30 70 172  31.10 32.17 33.31 - - O
SPM200-RN2-2-6-0.8-V 6 50 6.31 6.26 6.48 6.68 6.90 740 O
SPM200-RN2-2-8-0.8-V 8 50 5.18 835 8.62 890 9.20 9.88 O
SPM200-RN2-2-12-0.8-V 12 55 3.81 12.49 12.89 13.33 13.80 14.86 O
SPM200-RN2-2-16-0.8-V 0.8 16 55 3.01 16.62 17.17 17.77 18.40 19.83 O
SPM200-RN2-2-20-0.8-V 20 60 249  20.76 21.45 22.20 23.00 - O
SPM200-RN2-2-25-0.8-V 25 65 2.05  25.93 26.80 27.74 28.75 - O
SPM200-RN2-2-30-0.8-V 30 70 1.74  31.09 32.1533.28 - - O
SPM200-RN2-2.5-10-0.1-V 10 50 336 10.41 10.77 11.16 11.57 1250 O
SPM200-RN2-2.5-20-0.1-V 0.1 20 60 1.89  20.75 21.47 22.24 - - O
SPM200-RN2-2.5-30-0.1-V 30 70 132 31.09 32.17 - - - o
SPM200-RN2-2.5-10-0.2-V 2 10 2 240 50 N N 339  10.41 10.77 11.15 11.56 12.48 @
SPM200-RN2-2.5-20-0.2-V 0.2 20 60 190 20.7521.46 22.23 - - O
SPM200-RN2-2.5-30-0.2-V 30 70 132 31.08 32.16 - = = O
@Stock OAvailable upon Order R Tol

Recommended Cutting Data * P599
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SPM200-RN2 =

2 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective

under-neck length Draft angle

Detail of neck shape

—

Under Neck Length W .
AICISIN m

Please refer to page 167

) Continue
5 Under The effective under-neck length
Ordering Code Igdl;al\l r Ll:sgt(h Lilrs;fh I\Il)elgk CL)::;P[: sg?an.k NTQCk Inte;:\egrlznce for the various draft angles Stock
L1 cle|t : ? 05° | 1° |15 | 20 | 3
SPM200-RN2-2.5-10-0.3-V 10 50 3.42 10.41 10.76 11.14 11.54 12.46 O
SPM200-RN2-2.5-20-0.3-V 03 20 60 191 20.74 21.46 22.22 - = O
SPM200-RN2-2.5-30-0.3-V 30 70 1.32  31.08 32.15 - - - O
SPM200-RN2-2.5-10-0.5-V 2 10 2 |240 50 N N 3.47 10.40 10.7511.12 1151 1241 @
SPM200-RN2-2.5-20-0.5-V 0.5 20 60 1.92  20.74 21.44 22.20 - - O
SPM200-RN2-2.5-30-0.5-V 30 70 133 31.07 32.14 - = = O
SPM200-RN2-3-6-0.1-V 6 50 7.40 6.25 6.47 6.70 6.95 750 @
SPM200-RN2-3-8-0.1-V 8 55 6.32 832 8.61 892 925 9.99 O
SPM200-RN2-3-12-0.1-V 12 60 4.89  12.46 12.89 13.35 13.85 1496 O
SPM200-RN2-3-16-0.1-V 16 60 3.99 16.59 17.17 17.78 18.45 19.94 O
SPM200-RN2-3-18-0.1-V 01 18 65 3.65 18.66 19.31 20.00 20.75 22.42 O
SPM200-RN2-3-20-0.1-V 20 65 3.36  20.73 21.45 22.22 23.05 2491 O
SPM200-RN2-3-30-0.1-V 30 75 242  31.06 32.14 33.30 34.55 - O
SPM200-RN2-3-35-0.1-V 35 80 2.12  36.23 37.49 38.84 40.29 - O
SPM200-RN2-3-6-0.2-V 3 6 24 288 50 6 4 7.46 6.25 6.46 6.69 6.93 748 O
SPM200-RN2-3-8-0.2-V 8 55 6.36 832 860 891 9.23 997 O
SPM200-RN2-3-12-0.2-V 12 60 492 12.4512.88 13.34 13.83 14.94 O
SPM200-RN2-3-16-0.2-V 0.2 16 60 400 16.59 17.16 17.77 18.43 19.91 @
SPM200-RN2-3-18-0.2-V 18 65 3.66  18.66 19.30 19.99 20.73 22.40 O
SPM200-RN2-3-20-0.2-V 20 65 3.38  20.72 21.44 22.21 23.03 24.88 O
SPM200-RN2-3-30-0.2-V 30 75 243  31.06 32.14 33.29 3453 - O
SPM200-RN2-3-35-0.2-V 35 80 2.13  36.23 37.48 38.83 40.28 - O
SPM200-RN2-3-6-0.3-V 6 50 7.53 6.24 6.46 6.68 6.92 746 O
SPM200-RN2-3-8-0.3-V 03 8 55 6.41 8.32 860 890 9.22 994 O
@Stock OAvailable upon Order R Tol

R +0.005

Recommended Cutting Data ¥ P599
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SPM200-RN2

2 Flutes with Extended Neck, Corner Radius

The diameter more than ®4 is not the back taper shape

R:20. 005mm

Tolerance on Corner radius R e
=S|

ol-1 Ut [u
=

Please refer to page 167

) Continue
; M.ill l:\lr:iir Flute N(-?-ck Overall Shgnk Neck Interference Thfeot:f;fﬁgt\i/\;igzgz:;n;cal;lgelzsgth
Ordering Code Dia. r Length Length Dia. Length Dia. R Angle Stock
‘ ° A ¢ ‘ ? 0.5° | 1° |15 | 20 | 3°
SPM200-RN2-3-12-0.3-V 12 60 494 12.45/12.87 13.33/13.82 1491 @
SPM200-RN2-3-16-0.3-V 16 60 4.02 16.59 17.15 17.76 18.42 19.89 O
SPM200-RN2-3-18-0.3-V 03 18 65 3.68 18.6519.29 19.98 20.72 22.37 @
SPM200-RN2-3-20-0.3-V 20 65 3.39  20.72 21.43 22.20 23.02 24.86 O
SPM200-RN2-3-30-0.3-V 30 75 243 31.06 32.13 33.28 34.52) - ([
SPM200-RN2-3-35-0.3-V 35 80 2.13 36.23 37.48 38.82 40.26 - O
SPM200-RN2-3-8-0.5-V 8 55 6.51 831 858 8.87 9.19 989 O
SPM200-RN2-3-12-0.5-V 12 60 5.00 12.4412.86 13.31 13.79 14.87 @
SPM200-RN2-3-16-0.5-V 16 60 4.06 16.58/17.14 17.74/18.39 19.84 @
SPM200-RN2-3-18-0.5-V 3 0.5 18 94 |2.88 65 6 4 3.71  18.6519.28 19.96 20.69 22.33 O
SPM200-RN2-3-20-0.5-V 20 65 3.42  20.7121.42 22.1722.99 2481 O
SPM200-RN2-3-30-0.5-V 30 75 245 31.0532.12 33.26 3449 - ([
SPM200-RN2-3-35-0.5-V 35 80 2.14 36.22/37.46 38.80 40.23 - O
SPM200-RN2-3-8-1-V 8 55 6.76 829 855 882 9.11 9.77 O
SPM200-RN2-3-12-1-V 12 60 515 12.4312.8313.2513.71 1474 O
SPM200-RN2-3-16-1-V 16 60 4.16  16.56 17.10 17.69 18.31 19.72 O
SPM200-RN2-3-18-1-V 1 18 65 3.79  18.6319.24 19.90 20.61 22.20 O
SPM200-RN2-3-20-1-V 20 65 3.49  20.70 21.38 22.12 22.91 2469 O
SPM200-RN2-3-30-1-V 30 75 248 31.03 32.08 33.20 34.41 - O
SPM200-RN2-3-35-1-V 35 80 2.17 36.20 37.43 38.74 40.16 - O
SPM200-RN2-4-8-0.1-V 8 55 4.90 831 859 890 9.23 997 O
SPM200-RN2-4-12-0.1-V 12 60 3.66 12.44 12.87 13.33/13.83 14.94 O
sPM200-RN2-4-1601v 0t 1s PP % e © T ge1 165717051776 1843 - O
SPM200-RN2-4-20-0.1-V 20 65 242 20.71 21.43 22.20 23.03 - o
@Stock OAvailable upon Order R Tol

Recommended Cutting Data * P599
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SPM200-RN2 =

2 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective

under-neck length Draft angle

—

Under Neck Length W .
AICISIN m

Please refer to page 167

) Continue
. Under The effective under-neck length
Ordering Code Igﬂliau r L':s;(h LZIrEJgtfh '\é)?;k IC_);l:;:: Sg?aﬁk N;Ck Intiiegrlince LIRS Stock
‘ L1 clet ¢ ‘ ? 05° | 1° | 157 | 20 | 3
SPM200-RN2-4-30-0.1-V 30 75 1.71  31.0532.12 33.28 - - O
SPM200-RN2-4-35-0.1-V 0.1 35 80 1.49  36.21 3747 - = = O
SPM200-RN2-4-45-0.1-V 45 90 1.18 46.55 48.17 - - - O
SPM200-RN2-4-8-0.2-V 8 55 4.94 830 858 889 9.21 994 O
SPM200-RN2-4-12-0.2-V 12 60 3.68 12.44 12.86 13.32 13.81 1492 O
SPM200-RN2-4-16-0.2-V 16 60 293 16.57 17.14 17.75 18.41 - O
SPM200-RN2-4-20-0.2-V 02 20 65 243 20.71 21.42 22.19 23.01 - O
SPM200-RN2-4-30-0.2-V 30 75 1.71  31.04 32.12 33.27 - = O
SPM200-RN2-4-35-0.2-V 35 80 1.49  36.21 37.47 - - - O
SPM200-RN2-4-45-0.2-V 45 90 1.18 46.5548.16 - = = O
SPM200-RN2-4-8-0.3-V 8 55 4.99 830 858 8.88 9.20 992 O
SPM200-RN2-4-12-0.3-V 4 12 32 |3.86 60 6 4 370  12.43 12.86 13.31 13.80 14.89 O
SPM200-RN2-4-16-0.3-V 16 60 294 16.57 17.13 17.74 18.40 - O
SPM200-RN2-4-20-0.3-V 0.3 20 65 244  20.70 21.41 22.18 23.00 - O
SPM200-RN2-4-30-0.3-V 30 75 1.72  31.04 32.11 33.26 - - O
SPM200-RN2-4-35-0.3-V 35 80 1.49 36.21 3746 - = = O
SPM200-RN2-4-45-0.3-V 45 90 1.19 46.54 48.16 - - - O
SPM200-RN2-4-12-0.5-V 12 60 375 12.43 12.84 13.29 13.77 14.84 O
SPM200-RN2-4-16-0.5-V 16 60 297 16.56 17.12 17.72 18.37 - O
SPM200-RN2-4-20-0.5-V 20 65 247  20.70 21.40 22.15 22.97 - ([ ]
SPM200-RN2-4-30-0.5-V 0> 30 75 1.73  31.03 32.10 33.24 - - O
SPM200-RN2-4-35-0.5-V BS) 80 150 36.20 37.44 - = = O
SPM200-RN2-4-45-0.5-V 45 90 1.19 46.54 48.14 - - - o
SPM200-RN2-4-12-1-V 1 12 60 3.88  12.41 12.81 13.23 13.69 14.72 O
@Stock OAvailable upon Order R Tol
R +0.005

Recommended Cutting Data * P599
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SPM200-RN2

2 Flutes with Extended Neck, Corner Radius

The diameter more than ®4 is not the back taper shape

R:20. 005mm

Tolerance on Corner radius R
N -

ol--[] UL]u
<

Please refer to page 167

) Continue
. Under The effective under-neck length
Ordering Code Il;/:gl r L':rexgh Lzlr:g?h ’\Il;:k (L)e\zl:;: sgia:.k ek lntir;(engnce LTS C S Stock
‘ ° | et ‘ ‘ ? 05° 1° 15 20 3
SPM200-RN2-4-16-1-V 16 60 3.05 16.54 17.09 17.67 18.29 19.70 O
SPM200-RN2-4-20-1-V 20 65 252  20.68 21.36 22.10 22.89 - O
SPM200-RN2-4-30-1-V 4 1 30 32 386 715 6 4 1.75 31.02 32.06 33.18 - - O
SPM200-RN2-4-35-1-V 35 80 152 36.18 37.41 38.73 - = O
SPM200-RN2-4-45-1-V 45 90 120 46.52 48.11 - - - O
SPM200-RN2-5-20-0.1-V 20 65 132  20.70 21.42 - = = O
SPM200-RN2-5-40-0.1-V 4 85 069 4138 - - - - O
SPM200-RN2-5-20-0.2-V 20 65 132 20.70 21.41 - = = O
SPM200-RN2-5-40-0.2-V 02 40 85 0.69 4137 - - - - O
SPM200-RN2-5-20-0.3-V 20 65 133  20.69 21.41 - = = @)
sPM200-RN254003Y 0 a0 T M e 0t 06 w3 - . o O
SPM200-RN2-5-20-0.5-V 20 65 134  20.69 21.39 - = = @)
SPM200-RN2-5-40-0.5-V 05 40 85 0.70 4136 - - - - O
SPM200-RN2-5-20-1-V 1 20 65 1.38 20.67 21.36 - = = @)
SPM200-RN2-5-40-1-V 40 85 0.71 4134 - - - - O
SPM200-RN2-6-12-0.1-V 12 50 = = = = = = @)
SPM200-RN2-6-18-0.1-V 18 60 - - - - - - O
SPM200-RN2-6-24-0.1-V 0.1 24 70 = = = = = = O
SPM200-RN2-6-35-0.1-V 35 80 - - - - - - O
SPM200-RN2-6-55-0.1-V 6 55 4.8 5.85 100 6 - = = = = = = O
SPM200-RN2-6-12-0.2-V 12 50 : - - - - - 0
SPM200-RN2-6-18-0.2-V 18 60 = = = = = = O
SPM200-RN2-6-24-0.2-V 02 24 70 - - - - - - O
SPM200-RN2-6-35-0.2-V 35 80 = = = = = = O
@Stock OAvailable upon Order R Tol
R £0.005
(mm)

Recommended Cutting Data * P599
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SPM200-RN2 =

2 Flutes with Extended Neck, Corner Radius

Interference angle 6

The effective
under-neck length

Draft anjg.

——

Under Neck Length .

Please refer to page 167

) Continue
. Under The effective under-neck length
Ordering Code IIZ\)Aila:l. r L'::gt(h Lil:;h ’\Il)elgk CL)::;E Sl[;?:k N%Ck InteAr:;egrleence LTIl Stock
‘ > N ‘ ’ 05 1° 15 20 3
SPM200-RN2-6-55-0.2-V 0.2 55 100 - - - - - - O
SPM200-RN2-6-12-0.3-V 12 50 - - - - = = O
SPM200-RN2-6-18-0.3-V 18 60 - - - - - - O
SPM200-RN2-6-24-0.3-V 03 24 70 - - - = = = O
SPM200-RN2-6-35-0.3-V 35 80 - - - - - - O
SPM200-RN2-6-55-0.3-V 55 100 - - - - - = O
SPM200-RN2-6-18-0.5-V 18 60 - - - - - - O
SPM200-RN2-624-05V 2 8B 0 s -] -1-1-l@
SPM200-RN2-6-35-0.5-V %> 35 80 - - - - - - 0
SPM200-RN2-6-55-0.5-V 55 100 - - - = = = O
SPM200-RN2-6-18-1-V 18 60 - - - - - - O
SPM200-RN2-6-24-1-V 1 24 70 - - - - = = O
SPM200-RN2-6-35-1-V 35 80 - - - - - - O
SPM200-RN2-6-55-1-V 55 100 - - - = = = O
@Stock OAvailable upon Order R Tol
R +0.005
(mm)

Recommended Cutting Data * P599
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SPM200-RN4

4 Flutes with Extended Neck, Corner Radius

= «
< 4— - - - e e
. L1 Le ||
=gl -] UL [ula
8 ) e e
Please refer to page 167
) M.ill L:\lr:::ir Flute Ne;ck Overall Shgnk Neck Interference Thfi ?fﬁgt\i\;?izﬂszl;;:;hl;zgth
Ordering Code Dia. r Length Length Dia. Length Dia. R Angle Stock
‘ ° | et ‘ ‘ ? 05° | 1° |15 | 22 | 3
SPM200-RN4-1-4-0.05-V 4 50 875 427 447 465 482 521 O
SPM200-RN4-1-6-0.05-V 6 50 728 6.37 6.63 686 7.12 7.69 O
SPM200-RN4-1-8-0.05-V 8 50 6.23 845 876 9.08 9.42 1018 O
SPM200-RN4-1-10-0.05-V 0.05 10 50 5.45 10.53 10.90 11.30 11.72 12.67 O
SPM200-RN4-1-12-0.05-V 12 60 4.84 12.61 13.04 13.51 14.02 15.15 O
SPM200-RN4-1-16-0.05-V 16 60 395 16.74 17.32 17.95 18.62 20.12 O
SPM200-RN4-1-20-0.05-V i 20 0.8 10.96 60 3.34 20.88 21.60 22.38 23.22 25.10 O
SPM200-RN4-1-4-0.1-V 4 50 8.80 4.26 4.47 464 481 519 O
SPM200-RN4-1-6-0.1-V 6 50 731 637 662 686 7.11 7.68 O
SPM200-RN4-1-8-0.1-V 8 50 6.25 8.45 876 9.07 9.41 1017 O
SPM200-RN4-1-10-0.1-V 0.1 10 50 5.46 10.53 10.90 11.29 11.71 12.65 O
SPM200-RN4-1-12-0.1-V 12 60 485 12.60 13.04 13.51 14.01 15.14 O
SPM200-RN4-1-16-0.1-V 16 60 N N 3.96 16.74 17.32 17.94 18.61 20.11 O
SPM200-RN4-1-20-0.1-V 20 60 3.35 20.87 21.60 22.37 23.21 25.08 O
SPM200-RN4-1.5-4-0.05-V 4 50 812 423 442 459 476 514 O
SPM200-RN4-1.5-8-0.05-V 8 50 560 841 871 9.02 9.36 1011 O
SPM200-RN4-1.5-12-0.05-V 0.05 12 60 427 12.5512.99 13.46 13.96 15.09 O
SPM200-RN4-1.5-15-0.05-V 15 60 3.62 15.6516.20 16.78 17.41 18.82 @
SPM200-RN4-1.5-20-0.05-V 15 20 12 142 60 2.89 20.82 21.5522.32 23.16 - O
SPM200-RN4-1.5-4-0.1-V 4 50 8.17 423 442 458 475 513 O
SPM200-RN4-1.5-8-0.1-V 8 50 562 841 871 9.02 9.35 10.10 @
SPM200-RN4-1.5-12-0.1-V 0.1 12 60 428 12.5512.98 13.45 13.95 15.07 @
SPM200-RN4-1.5-15-0.1-V 15 60 3.63 15.65 16.19 16.77 17.40 18.80 O
SPM200-RN4-1.5-20-0.1-V 20 60 290 20.82 21.54 22.32 23.15 - O
@Stock OAvailable upon Order R Tol
R +0.005
p So1

Recommended Cutting Data ¥ P621
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SPM200-RN4

4 Flutes with Extended Neck, Corner Radius Interference angle 0

The effective

under-neck length [Diafoianle

Detail of neck shape

B

— =EEEnED
=fol-f

Please refer to page 167

) Continue
.
Ordering Code Dia. r Length Length Dia. Length Dia. R Angle Stock
° L d ? 0.5° | 1° | 15° | 20 | 3°
SPM200-RN4-2-4-0.05-V 4 50 7.32 421 439 455 472 50 O
SPM200-RN4-2-6-0.05-V 6 50 5.84 6.30 6.53 6.76 7.01 758 O
SPM200-RN4-2-8-0.05-V 0.05 8 50 4.85 8.37 8.67 898 9.31 10.07 O
SPM200-RN4-2-12-0.05-V 12 60 3.63  12.51 12.95 13.41 1391 15.04 O
SPM200-RN4-2-16-0.05-V 16 60 290 16.6517.23 17.85 18.51 - O
SPM200-RN4-2-20-0.05-V 20 60 241  20.78 21.50 22.28 23.11 - O
SPM200-RN4-2-4-0.1-V 4 50 7.36 421 438 454 471 508 O
SPM200-RN4-2-6-0.1-V 6 50 5.86 6.29 6.53 6.76 7.01 757 O
SPM200-RN4-2-8-0.1-V 0.1 8 50 4.87 8.37 866 8.97 9.31 10.05 O
SPM200-RN4-2-12-0.1-V 12 60 3.64 12.51 12.94 13.41 1391 15.03 O
SPM200-RN4-2-16-0.1-V 16 60 290 16.6517.22 17.84 18.51 - O
SPM200-RN4-2-20-0.1-V 20 60 242  20.78 21.50 22.27 23.11 - O
SPM200-RN4-2-4-0.2-V 2 4 16 192 50 4 4 7.46 420 437 453 469 506 O
SPM200-RN4-2-6-0.2-V 6 50 5.93 6.29 6.52 675 6.99 7.54 O
SPM200-RN4-2-8-0.2-V 8 50 491 8.37 8.66 896 9.29 10.03 @
SPM200-RN4-2-12-0.2-V 12 60 3.66 12.51 12.94 13.40 13.89 15.00 @
SPM200-RN4-2-16-0.2-V 02 16 60 292 16.64 17.22 17.83 18.49 - O
SPM200-RN4-2-20-0.2-V 20 60 243  20.78 21.49 22.26 23.09 - O
SPM200-RN4-2-25-0.2-V 25 70 2.00  25.9526.84 27.80 - - O
SPM200-RN4-2-30-0.2-V 30 70 1.71  31.11 32.19 3335 - = O
SPM200-RN4-2-4-0.3-V 4 50 7.56 420 437 452 468 503 O
SPM200-RN4-2-8-0.3-V 8 50 4.96 8.36 865 8.95 9.28 10.01 O
SPM200-RN4-2-12-0.3-V 0.3 12 60 3.69  12.50 12.93 13.39 13.88 14.98 O
SPM200-RN4-2-16-0.3-V 16 60 293 16.64 17.21 17.82 1848 - O
SPM200-RN4-2-20-0.3-V 20 60 244 20.77 21.49 22.25 23.08 - O
@Stock OAvailable upon Order R Tol
R +0.005
p So1

(mm)

Recommended Cutting Data * P621
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SPM200-RN4

4 Flutes with Extended Neck, Corner Radius

e o "
= «
< 4— - - - e e
. L1 Le ||
=gl -] UL [ula
o\ Ho
Please refer to page 167
) Continue
. Under The effective under-neck length
Ordering Code BAE;[ r L’:s;c(h LI;lrEJgtteh '\IlDelgk I(_)::;E Sg?al’fk NECk Inti:\egrleence for the various draft angles Stock
‘ L1 claet d ‘ ? 05° | 1° | 15° | 20 | 3
SPM200-RN4-2-4-0.5-V 4 50 776 419 435 450 465 498 O
SPM200-RN4-2-6-0.5-V 6 50 6.11 6.28 6.50 6.71 6.95 747 O
SPM200-RN4-2-8-0.5-V 8 50 504 836 864 893 925 99 O
SPM200-RN4-2-12-0.5-V 12 60 3.73 1250 12.92 13.36 13.85 14.93 O
SPM200-RN4-2-16-0.5-V 2|02 16 161192 60 296 16.63 17.19 17.80 18.45 - o
SPM200-RN4-2-20-0.5-V 20 60 246  20.77 21.47 22.23 23.05 - O
SPM200-RN4-2-25-0.5-V 25 70 2.03 2594 26.82 27.77 28.79 - O
SPM200-RN4-2-30-0.5-V 30 70 172 31.10 32.17 3331 - = O
SPM200-RN4-2.5-8-0.1-V 8 50 4 398 834 8.63 894 9.27 10.02 O
SPM200-RN4-2.5-16-0.1-V 0.1 16 60 229 16.62 17.19 17.81 18.47 - O
SPM200-RN4-2.5-20-0.1-V 20 60 1.89 20.75 21.47 22.24 - - O
SPM200-RN4-2.5-8-0.2-V 8 50 4 402 834 863 893 926 999 O
SPM200-RN4-2.5-16-0.2-V 25 02 16 9 |24 60 230 16.61 17.18 17.80 18.46 - O
SPM200-RN4-2.5-20-0.2-V 20 60 190 20.7521.46 22.23 - = O
SPM200-RN4-2.5-12-0.3-V 12 60 295 12.47 12.90 13.35 13.84 - O
SPM200-RN4-2.5-20-0.3-V 03 20 60 191 20.74 21.46 22.22 - = O
SPM200-RN4-2.5-12-0.5-V 12 60 2.99 1247 12.88 13.33 13.81 - O
SPM200-RN4-2.5-20-0.5-V 0> 20 60 192 20.74 21.44 22.20 - = O
SPM200-RN4-3-8-0.1-V 8 60 6.32 832 861 892 925 999 O
SPM200-RN4-3-16-0.1-V 0.1 16 60 3.99 16.59 17.17 17.78 18.45 19.94 O
SPM200-RN4-3-25-0.1-V 25 70 2.82 25.90 26.79 27.76 28.80 - O
SPM200-RN4-3-30-0.1-V 3 30 24 1288 80 ® 242 31.06 32.14 33.30 34.55 - (]
SPM200-RN4-3-8-0.2-V 8 60 6.36 832 860 891 923 997 O
SPM200-RN4-3-12-0.2-V 02 12 60 492 12.4512.88 13.34 13.83 14.94 O
@Stock OAvailable upon Order R Tol
R +0.005
b So1
(mm)

Recommended Cutting Data ¥ P621
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SPM200-RN4

4 Flutes with Extended Neck, Corner Radius Interference angle 0

The effective

under-neck length JUisiokanzle

Detail of neck shape
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Please refer to page 167

) Continue
" Under The effective under-neck length
Ordering Code Igl:l;e:l r L'::;c(h LZIrEJgtfh '\Il)elgk I(_)c\al:;:: sgiaarfk NT;k Inti\?grleence for the various draft angles Stock
L1 e ‘ ? 05° | 1° | 150 | 2¢ | 3
SPM200-RN4-3-16-0.2-V 16 60 400 16.59 17.16 17.77 18.43 1991 @
SPM200-RN4-3-20-0.2-V 0.2 20 70 3.38  20.72 21.44 22.21 23.03 24.88 O
SPM200-RN4-3-25-0.2-V 25 70 2.82  25.89 26.79 27.75 28.718 - O
SPM200-RN4-3-30-0.2-V 30 80 243  31.06 32.14 33.29 34.53 - O
SPM200-RN4-3-8-0.3-V 8 60 6.41 8.32 860 890 9.22 994 O
SPM200-RN4-3-16-0.3-V 16 60 4.02 16.59 17.15 17.76 18.42 19.89 O
SPM200-RN4-3-20-0.3-V 0.3 20 70 3.39  20.72 21.43 22.20 23.02 24.86 O
SPM200-RN4-3-25-0.3-V 25 70 2.83  25.89 26.78 27.74 28.77 - O
SPM200-RN4-3-30-0.3-V } 30 24 | 288 80 243  31.06 32.13 33.28 34.52 - O
SPM200-RN4-3-8-0.5-V 8 60 6.51 831 8.58 887 9.19 9.89 O
SPM200-RN4-3-12-0.5-V 12 60 5.00 12.44 12.86 13.31 13.79 1487 O
SPM200-RN4-3-16-0.5-V 16 60 406 16.58 17.14 17.74 18.39 19.84 @
SPM200-RN4-3-20-0.5-V 0.5 20 70 ° N 3.42  20.71 21.42 22.17 22.99 2481 O
SPM200-RN4-3-25-0.5-V 25 70 2.85  25.88 26.77 27.72 28.74 - O
SPM200-RN4-3-30-0.5-V 30 80 245 31.05 32,12 33.26 3449 - O
SPM200-RN4-3-35-0.5-V 35 80 2.14  36.22 37.46 38.80 40.23 - O
SPM200-RN4-4-12-0.1-V 12 60 3.66  12.44 12.87 13.33 13.83 14.94 O
SPM200-RN4-4-20-0.1-V 0.1 20 60 242  20.71 21.43 22.20 23.03 - O
SPM200-RN4-4-30-0.1-V 30 80 1.71  31.0532.12 33.28 - - O
SPM200-RN4-4-40-0.1-V 4 40 32 |3.86 80 1.32 41.38 42.82 - = = o
SPM200-RN4-4-12-0.2-V 12 60 3.68 12.4412.86 13.32 13.81 1492 @
SPM200-RN4-4-20-0.2-V 0.2 20 60 243  20.71 21.42 22.19 23.01 - o
SPM200-RN4-4-30-0.2-V 30 80 1.71  31.04 32.12 33.27 - - O
SPM200-RN4-4-40-0.2-V 40 80 132 41.38 42.81 - = = O
@Stock OAvailable upon Order R Tol
R £0.005
b So1

(mm)

Recommended Cutting Data * P621
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SPM200-RN4

4 Flutes with Extended Neck, Corner Radius

R: £0. 005mm
Neck R Tolerance on Corner radius R — .
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Please refer to page 167
) Continue
. Under The effective under-neck length
Mill Flute Neck Overall Shank Interference .
Ordering Code Dia. r LNECk Length Dia. Length Dia. peck Angle for the various draft angles Stock
D ength /" @y L 4 R 0
‘ L1 ‘ 05° | 1° | 15 | 2° | 3°
SPM200-RN4-4-12-0.3-V 12 60 370  12.43 12.86 13.31 13.80 14.89 O
SPM200-RN4-4-20-0.3-V 0.3 20 60 244  20.70 21.41 22.18 23.00 - @)
SPM200-RN4-4-30-0.3-V ' 30 80 1.72  31.04 32.11 33.26 - - O
SPM200-RN4-4-40-0.3-V 4 40 32 |2.86 80 1.32 4138 42.81 - - = O
SPM200-RN4-4-12-0.5-V 12 ' ' 60 375 12.43 12.84 13.29 13.77 1484 O
SPM200-RN4-4-20-0.5-V 05 20 60 247  20.70 21.40 22.15 22.97 - o
SPM200-RN4-4-30-0.5-V ' 30 80 1.73  31.03 32.10 33.24 - - O
SPM200-RN4-4-40-0.5-V 40 80 1.33  41.37 42.719 - = = O
SPM200-RN4-5-20-0.1-V . 20 70 1.32 20.70 21.42 - - - O
SPM200-RN4-5-40-0.1-V ' 40 90 0.69 4138 - = = = O
SPM200-RN4-5-20-0.2-V 0.2 20 70 1.32  20.70 21.41 - - - O
SPM200-RN4-5-40-0.2-V T 40 90 6 |4 069 4137 - - - - O
SPM200-RN4-5-20-0.3-V 20 70 1.33  20.69 21.41 - - - O
5 03 4 485
SPM200-RN4-5-40-0.3-V 40 90 0.69 4137 - = = = O
SPM200-RN4-5-20-0.5-V 0.5 20 70 1.34  20.69 21.39 - - - o
SPM200-RN4-5-40-0.5-V ' 40 90 0.70 4136 - - = = O
SPM200-RN4-5-20-1-V 1 20 70 1.38 20.67 21.36 - - - O
SPM200-RN4-5-40-1-V 40 90 0.71 4134 - - = = O
SPM200-RN4-6-30-0.2-V 30 80 - - - - - - O
SPM200-RN4-6-54-0.2-V 0.2 54 100 - = = = = = O
SPM200-RN4-6-72-0.2-V 2 120 - - - - - - O
6 4.8 5.85
SPM200-RN4-6-30-0.3-V 30 80 - = = = = = O
SPM200-RN4-6-54-0.3-V 0.3 54 100 - - - - - - O
SPM200-RN4-6-72-0.3-V 72 120 - = = = = = O
@Stock OAvailable upon Order R ol
R +0.005
b S01

Recommended Cutting Data ¥ P621
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SPM200-RN4

4 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective

under-neck length ADraft an!
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Please refer to page 167

) Continue
; Under The effective under-neck length
Mill Flute Neck Overall Shank Interference ;
Ordering Code Dia. r LNQCk Length Dia. Length Dia. pest Angle for the various draft angles Stock
ength R
D Lc d2 L d 0
‘ L1 ‘ 057 | 1° | 15 | 2° | 3
SPM200-RN4-6-30-0.5-V 30 80 - - - - - - O
SPM200-RN4-6-54-0.5-V 0.5 54 100 - - - = = = O
SPM200-RN4-6-72-0.5-V 72 120 - - - - - - O
6 4.8 5.85 6 4
SPM200-RN4-6-30-1-V 30 80 - - - = = = @)
SPM200-RN4-6-54-1-V 1 54 100 - - - - - - O
SPM200-RN4-6-72-1-V 72 120 - - - = = = O
@Stock OAvailable upon Order R Tol
R +0.005
0
b -0.01
(mm)

Recommended Cutting Data * P621
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SPM200-BN2

2 Flutes with Extended Neck, Ballnose
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Please refer to page 167
. Under The effective under-neck length
. Mill Neck Flute N(-E-ck Overall Shgnk Neck Interference o o VBT e Gt angle§
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
D ength R
lc d2 L d 0
L1 05° | 1° |15° | 22 | 3
SPM200-BN2-0.1-0.2-V 0.2 14.66 0.2 021 022 024 026 O
SPM200-BN2-0.1-0.3-V 0.1 0.05 0.3 | 0.08 0.08 50 4 1 1448 031 0.33 034 036 039 @
SPM200-BN2-0.1-0.5-V 0.5 14.12 052 0.55 0.57 0.59 064 @
SPM200-BN2-0.2-0.5-V 0.5 1421 051 0.53 055 0.57 061 @
SPM200-BN2-0.2-0.75-V 0.75 13.77 078 0.8 083 0.8 092 O
SPM200-BN2-0.2-1-V 1 13.36 1.04 1.07 1.11 115 123 @
SPM200-BN2-0.2-1.25-V 1.25 12.97 13 134 139 143 154 O
0.2 0.1 0.16 0.17 50 4 1
SPM200-BN2-0.2-1.5-V 1.5 12.6 156 1.61 166 172 185 @
SPM200-BN2-0.2-2-V 2 11.92 2.07 214 222 23 248 O
SPM200-BN2-0.2-2.5-V 2.5 11.31 259 2.68 277 287 31 O
SPM200-BN2-0.2-3-V 3 10.76  3.11 3.21 333 345 372 @
SPM200-BN2-0.3-0.5-V 0.5 14.17 052 0.55 0.57 06 0.66 @
SPM200-BN2-0.3-0.75-V 0.75 13.72  0.79 0.83 0.87 0.91 098 O
SPM200-BN2-0.3-1-V 1 13.3 1.05 111 116 12 129 @
SPM200-BN2-0.3-1.25-V 1.25 12.9 132 138 144 15 161 O
0.3 0.15 0.24 0.27 50 4 2
SPM200-BN2-0.3-1.5-V 15 1253 158 1.66 172 1.78 192 @
SPM200-BN2-0.3-2-V 2 11.84 211 22 228 236 254 O
SPM200-BN2-0.3-2.5-V 2.5 11.22 263 274 2.83 293 316 O
SPM200-BN2-0.3-3-V 3 10.66 3.15 3.27 3.39 3.51 378 O
SPM200-BN2-0.4-0.75-V 0.75 13.78 0.78 0.82 086 09 097 @
SPM200-BN2-0.4-1-V 1 1334 105 1.1 1.15 119 128 @
SPM200-BN2-0.4-1.5-V 04 0.2 15 032 037 50 4 2 1255 158 165 172 178 19 @
SPM200-BN2-0.4-2-V 2 11.84 211 219 227 235 253 @
SPM200-BN2-0.4-2.5-V 2.5 11.2 2.63 273 2.83 293 315 O
@Stock OAvailable upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Recommended Cutting Data ¥ P626
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SPM200-BN2 .

2 Flutes with Extended Neck, Ballnose

Interference angle 0

The effective
under-neck length

Draft angle

Under Neck Length . m '
- =t AICISiN
ns m Balinose

Please refer to page 167

) Continue
. Under The effective under-neck length
. Mill Neck Flute Ngck Overall Shgnk Neck Interference o e VB GlEt angle.g
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
D ength
lc  d2 L d 0
L1 05° | 1° |15 | 220 | 3

SPM200-BN2-0.4-3-V 3 10.63 3.15 3.27 338 35 377 O
SPM200-BN2-0.4-3.5-V 3.5 10.12 367 3.8 394 408 439 @

0.4 0.2 0.32 0.37 50 4 2
SPM200-BN2-0.4-4-V 4 9.65 419 434 449 465 501 @
SPM200-BN2-0.4-4.5-V 4.5 9.22 471 487 5.04 523 563 @
SPM200-BN2-0.5-1-V 1 13.39 1.05 1.09 1.14 119 127 @
SPM200-BN2-0.5-1.5-V 1.5 1256 158 1.65 1.71 1.77 189 O
SPM200-BN2-0.5-2-V 2 11.83 2.1 219 227 234 251 @
SPM200-BN2-0.5-2.5-V 2.5 11.18 263 273 2.82 292 314 O
SPM200-BN2-0.5-3-V 3 10.6 3.15 3.27 3.38 349 376 @

0.5 0.25 0.4 0.47 50 4 2
SPM200-BN2-0.5-4-V 4 9.6 419 434 448 464 5 ( }
SPM200-BN2-0.5-5-V 5 8.77 523 541 559 579 624 @
SPM200-BN2-0.5-5.5-V 55 8.4 5.75 594 6.15 637 6.86 O
SPM200-BN2-0.5-6-V 6 8.07 6.27 6.48 67 694 749 @
SPM200-BN2-0.5-8-V 8 6.96 8.33 862 892 924 997 @
SPM200-BN2-0.6-1-V 1 13.15 107 114 12 127 141 @
SPM200-BN2-0.6-2-V 2 1161 215 228 239 25 27 @
SPM200-BN2-0.6-2.5-V 2.5 1096 2.68 2.84 297 3.09 332 O
SPM200-BN2-0.6-3-V 3 10.38 322 3.39 3.54 3.67 395 @
SPM200-BN2-0.6-3.5-V 3.5 9.86 375 394 41 425 457 @

0.6 0.3 0.48 0.57 50 4 4
SPM200-BN2-0.6-4-V 4 9.39 428 448 466 482 519 @
SPM200-BN2-0.6-4.5-V 4.5 8.97 481 503 521 54 581 O
SPM200-BN2-0.6-5-V 5 8.57 5.33 557 577 597 643 O
SPM200-BN2-0.6-5.5-V 5.5 8.22 5.86 6.11 6.32 655 7.056 @
SPM200-BN2-0.6-6-V 6 7.89 6.38 6.64 6.87 7.12 7.67 @

@Stock OAvailable upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

(mm)

Recommended Cutting Data ¥ P626
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SPM200-BN2

2 Flutes with Extended Neck, Ballnose
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Please refer to page 167
) Continue
i Under The effective under-neck length
; Mill Neck Flute Ngck Overall Shgnk Neck Interference e e angleg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
D ength R
lc d2 L d 0
L1 05° | 1° | 15° | 20 | 3
SPM200-BN2-0.6-7-V 7 7.3 743 771 7.98 827 892 @
SPM200-BN2-0.6-8-V 8 6.79 8.48 878 9.09 9.42 10.16 O
SPM200-BN2-0.6-9-V 0.6 0.3 9 0.48 0.57 50 4 4 6.35 9.52 9.85 10.2 1057 114 @
SPM200-BN2-0.6-10-V 10 597 10.56 10.92 11.31 11.72 12.65 @
SPM200-BN2-0.6-12-V 12 5.32 12.63 13.06 13.52 14.02 15.13 @
SPM200-BN2-0.7-2-V 2 11.6 2.14 227 239 249 269 O
SPM200-BN2-0.7-4-V 4 9.33 427 448 465 481 518 @
0.7 0.35 0.56 0.67 50 4 4
SPM200-BN2-0.7-6-V 6 7.81 6.38 6.64 6.87 7.11 7.66 O
SPM200-BN2-0.7-8-V 8 6.71 8.47 878 9.09 9.41 1015 O
SPM200-BN2-0.8-2-V 2 11.64 212 224 235 245 263 @
SPM200-BN2-0.8-4-V 4 9.3 425 444 461 477 512 @
SPM200-BN2-0.8-5-V 5 8.45 5.3 553 572 592 636 O
0.8 0.4 0.64 0.76 50 4 4
SPM200-BN2-0.8-6-V 6 1.74 635 6.6 6.83 7.07 761 O
SPM200-BN2-0.8-8-V 8 6.63 8.44 874 9.04 937 1009 @
SPM200-BN2-0.8-10-V 10 5.8 10.52 10.88 11.26 11.67 12.58 @
SPM200-BN2-0.9-2-V 2 11.63 212 223 234 244 262 O
SPM200-BN2-0.9-4-V 4 9.24 425 444 46 476 511 O
0.9 0.45 0.72 0.86 50 4 4
SPM200-BN2-0.9-6-V 6 7.66 635 6.6 682 7.06 76 O
SPM200-BN2-0.9-8-V 8 6.54 8.44 874 9.04 9.36 10.08 O
SPM200-BN2-1-2-V 2 1162 212 223 233 243 261 @
SPM200-BN2-1-3-V 3 10.25 3.18 334 348 36 385 @
SPM200-BN2-1-4-V 1 05 4 0.8 0.96 50 4 4 9.17 424 443 46 475 51 @
SPM200-BN2-1-5-V 5 8.29 53 552 571 59 634 @
SPM200-BN2-1-6-V 6 7.57 6.35 6.59 6.81 7.05 7.58 @
@Stock OAvailable upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Recommended Cutting Data ¥ P626
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SPM200-BN2 .

2 Flutes with Extended Neck, Ballnose

Interference angle 0

The effective
under-neck length

Draft angle

Under Neck Length . m '
- =t AICISiN
ns m Balinose

Please refer to page 167

) Continue
i Under The effective under-neck length
. Mill Neck Flute Ne;ck Overall Shgnk Neck Interference forthevariousdraftanglesg
Ordering Code Dia. R Length Dia. Length Dia. Angle Stock
D Length
lc d2 L d 0
L1 05° | 1° | 15° | 20 | 3
SPM200-BN2-1-7-V 7 50 6.96 739 766 792 82 883 O
SPM200-BN2-1-8-V 8 50 6.44 8.44 873 9.03 9.35 10.07 @
SPM200-BN2-1-9-V 9 50 5.99 9.48 9.8 10.14 10,5 11.31 O
SPM200-BN2-1-10-V 10 50 5.6 10.52 10.87 11.25 11.65 12.56 O
SPM200-BN2-1-12-V 12 55 4,96  12.59 13.01 13.46 13.95 15.04 @
1 05 0.8 0.96 4 4
SPM200-BN2-1-13-V 13 55 4.69 13.62 14.08 14.57 15.1 1629 O
SPM200-BN2-1-14-V 14 55 4.45  14.66 15.15 15.68 16.25 17.53 O
SPM200-BN2-1-16-V 16 55 4.03 16.73 17.29 17.9 1855 20.01 @
SPM200-BN2-1-18-V 18 60 3.69  18.79 19.43 20.11 20.85 22.5 O
SPM200-BN2-1-20-V 20 60 3.4 20.86 21.57 22.33 23.15 2499 @
SPM200-BN2-1.1-2-V 2 1161 211 222 232 242 26 O
SPM200-BN2-1.1-4-V 4 9.09 424 443 459 474 508 O
SPM200-BN2-1.1-6-V 1.1 055 6 0.88 1.06 50 4 4 T7.47 6.34 6.59 6.81 7.04 757 O
SPM200-BN2-1.1-8-V 8 6.34 8.43 873 9.03 9.34 10.06 O
SPM200-BN2-1.1-10-V 10 55 10.51 10.87 11.24 11.64 1254 O
SPM200-BN2-1.2-4-V 4 50 9.05 422 44 455 47 504 @
SPM200-BN2-1.2-8-V 8 50 6.25 841 87 899 93 10.01 O
12 0.6 0.96 1.15 4 4
SPM200-BN2-1.2-10-V 10 50 541 10.49 10.84 11.21 116 125 O
SPM200-BN2-1.2-12-V 12 55 477 12.56 12,97 13.42 139 1498 O
SPM200-BN2-1.4-8-V 8 50 6.04 8.38 866 895 9.26 996 @
SPM200-BN2-1.4-12-V 14 07 12 112 134 55 4 4 456  12.53 12.94 13.38 13.86 1493 O
SPM200-BN2-1.4-16-V 16 55 3.67 16.66 17.22 17.82 18.46 19.9 O
SPM200-BN2-1.5-4-V 4 8.82 42 436 451 465 497 O
1.5 0.75 1.2 144 50 4 4
SPM200-BN2-1.5-6-V 6 7.08 6.29 6.52 6.73 695 7.46 @
@Stock OAvailable upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

(mm)

Recommended Cutting Data ¥ P626
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SPM200-BN2

2 Flutes with Extended Neck, Ballnose

Neck R
= R
o q4-——-— - -"—-"——-——-—- —t——F =R A
T Lc
L1
L
o[ ~1] Uuim
Please refer to page 167
) Continue
Under The effective under-neck length
Mill Flute Neck Overall Shank Interference :
Ordering Code Dia. R LNeck Length Dia. Length Dia. e Angle forthe various draft angles Stock
D ength R
L1 lc d2 L d ‘ 0
0.5° 1° 1.5° 2° 3°
SPM200-BN2-1.5-8-V 8 50 5.92 8.38 866 895 9.25 994 @
SPM200-BN2-1.5-10-V 10 50 5.08 10.46 10.8 11.16 11.5512.43 @
SPM200-BN2-1.5-12-V 12 55 445 12531294 13.38 13.8514.92 @
SPM200-BN2-1.5-14-V 15 075 14 12 144 55 4 4 3.96 14.6 15.08 15.6 16.15 17.4 O
SPM200-BN2-1.5-16-V 16 55 3.57 16.66 17.22 17.81 18.45 19.89 @
SPM200-BN2-1.5-18-V 18 60 3.25 18.73 19.36 20.03 20.75 22.38 @
SPM200-BN2-1.5-20-V 20 60 2.98 20.8 21.5 22.2523.05 - O
SPM200-BN2-1.6-8-V 8 50 5.8 8.38 866 894 9.25 993 @
SPM200-BN2-1.6-12-V 12 55 434 12531294 13.37 13.85 149 O
16 0.8 1.28 1.54 4 4
SPM200-BN2-1.6-16-V 16 55 347 16.66 17.21 17.81 18.44 19.88 O
SPM200-BN2-1.6-20-V 20 60 2.89 20.8 21.49 22.24 23.04 - O
SPM200-BN2-1.8-8-V 8 50 5.55 8.36 8.63 891 9.21 983 @
SPM200-BN2-1.8-12-V 12 55 4.11 12.5 12,91 13.34 13.81 1485 O
1.8 0.9 1.44 1.73 4 4
SPM200-BN2-1.8-16-V 16 55 326  16.64 17.19 17.77 18.41 19.83 O
SPM200-BN2-1.8-20-V 20 60 2.7 20.77 21.46 22.21 23.01 - O
SPM200-BN2-2-3-V 3 50 9.72 311 322 332 342 362 @
SPM200-BN2-2-4-V 4 50 8.32 416 431 4.44 457 48 @
SPM200-BN2-2-6-V 6 50 6.46 6.26 6.46 6.66 6.87 735 @
SPM200-BN2-2-8-V 8 50 5.27 834 86 8.88 9.17 984 @
SPM200-BN2-2-10-V 2 1 10 16 192 50 4 4 446 10.41 10.74 11.09 11.47 12.32 @
SPM200-BN2-2-12-V 12 55 3.86 12.48 12.88 13.31 13.77 1481 @
SPM200-BN2-2-13-V 13 55 3.62 13.51 13.95 14.42 1492 16.05 @
SPM200-BN2-2-14-V 14 55 3.4 14.55 15.02 15.53 16.07 17.29 @
SPM200-BN2-2-16-V 16 55 3.04 16.62 17.16 17.74 18.37 19.78 @
@Stock OAvailable upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Recommended Cutting Data ¥ P626
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SPM200-BN2 .

2 Flutes with Extended Neck, Ballnose

Interference angle 0

The effective
under-neck length

Draft angle

Under Neck Length . m '
- =t AICISiN
ns m Balinose

Please refer to page 167

) Continue
rngcose ML ek e Nock Ovrl tark o, nefence PSSR
D ogh e ¢ a4 R 3 o D P P
0.5 1 1.5 2 3
SPM200-BN2-2-18-V 18 60 275 1868 19.3 19.962067 - O
SPM200-BN2-2-20-V 20 60 251  20.7521.44 2218 2297 - @
SPM200-BN2-2-22-V 22 60 231  22.8223.5824392527 - O
SPM200-BN2-2-25-V 2 1 25 |16 192 65 4 4 206 2592267927.722872 - @
SPM200-BN2-2-30-V 30 70 1.75  31.09 32.14 33.26 - - O
SPM200-BN2-2-35-V 35 75 1.52  36.26 37.48 388 - - | O
SPM200-BN2-2-40-V 40 80 1.34 4142 4283 - - - O
SPM200-BN2-2.5-6-V 6 50 562 622 641 66 68 725 O
SPM200-BN2-2.5-10-V 10 50 3.69 1037 10.69 11.03 11.4 12.23 @
SPM200-BN2-2.5-15-V 15 55 259 1554 16.04 1658 17.15 - @
SPM200-BN2-2.5-20-V 25 |1 20 2|24 60 44 1.99  20.7121.39 2212 - - 0
SPM200-BN2-2.5-25-V 25 65 1.62  25.88 26.74 27.66 - - | O
SPM200-BN2-2.5-30-V 30 70 136 31.0532.09 - - - @
SPM200-BN2-3-8-V 8 55 7.04 827 851 877 9.04 965 @
SPM200-BN2-3-10-V 10 55 6.05 10.34 10.65 10.98 11.34 12.14 @
SPM200-BN2-3-13-V 13 60 5  13.44 13.86 1431 1479 1587 @
SPM200-BN2-3-16-V 16 60 426 16.55 17.07 17.63 1824 196 @
SPM200-BN2-3-20-V 3 1S 20 24 288 65 o4 3.56  20.68 21.35 22.07 22.84 2457 @
SPM200-BN2-3-25-V 25 70 295 2585 26.7 27612859 - @
SPM200-BN2-3-30-V 30 75 252 31.0232.0533.153434 - @
SPM200-BN2-3-35-V 35 80 22 36.1937.39 38694008 - @
SPM200-BN2-3.5-15-V 15 60 3.99 1549 15.96 16.48 17.03 18.27 @
SPM200-BN2-3.5-25-V 35 175 25 28 336 70 6 4 256 25.8226.6627.562853 - O
SPM200-BN2-3.5-35-V 35 80 1.89  36.16 37.36 38.64 - - | ©
@Stock OAvailable upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

(mm)

Recommended Cutting Data ¥ P626
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SPM200-BN2

2 Flutes with Extended Neck, Ballnose

Neck R
- o R b—-——;m
O
o q4-——-— - -"—-"——-——-—- —t——F =R A
T Lc
L1
L
=lo--}] Julu!
Please refer to page 167
) Continue
. Under The effective under-neck length
. Mill Neck Flute Ngck Overall Shgnk Neck Interference e e T angle§
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
D ength R
lc d2 L d 0
L1 05°  1° 15 20 | 3
SPM200-BN2-3.5-45-V 35 175 45 | 2.8 336 90 6 4 1.5 46.5 48.05 - - - O
SPM200-BN2-4-10-V 10 55 4,86 10.31 10.6 10.91 11.24 11.99 O
SPM200-BN2-4-13-V 13 60 3.88 13.4113.81 142314691572 @
SPM200-BN2-4-16-V 16 60 3.23  16.51 17.02 17.56 18.14 19.45 O
SPM200-BN2-4-20-V 20 65 2.63 20.65 21.3 21.99 22.74 - [ J
SPM200-BN2-4-25-V 25 70 2.14  25.81 26.64 27.53 28.49 - ( J
4 2 3.2 3.86 6 4
SPM200-BN2-4-30-V 30 75 1.81 30.98 31.99 33.08 - - O
SPM200-BN2-4-35-V 35 80 156 36.1537.34 38.62 - - O
SPM200-BN2-4-40-V 40 80 138 41.324269 - - - @
SPM200-BN2-4-45-V 45 90 123  46.49 48.04 - - - O
SPM200-BN2-4-50-V 50 100 1.11 51.66 53.39 - - - [ )
SPM200-BN2-5-20-V 20 65 148 20.62 21.25 - - - [ )
SPM200-BN2-5-25-V 25 70 1.18 25.79 266 - - - (@)
5 25 4 485 6 4
SPM200-BN2-5-30-V 30 75 0.98 3096 - - - = (@)
SPM200-BN2-5-40-V 40 80 0.73 4129 - - - - (@)
SPM200-BN2-6-12-V 12 60 = = = = = = O
SPM200-BN2-6-20-V 20 65 - - - - - - O
6 3 6 585 6 -
SPM200-BN2-6-30-V 30 75 - - - - - - @
SPM200-BN2-6-50-V 50 100 - - - - - - O
@Stock OAvailable upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Recommended Cutting Data ¥ P626
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SHM200-SN2

2 Flutes with Extended Neck, Square

Neck R ( -

<=l L |uJ

Please refer to page 167

Ordering Code II;/IIQ&I\I IE%E(; LerEg?h '\Il)j;( E)gr?_é?cll: sB(ijaer NiCk Intej\r:]:grlznce Thlfo‘?ftfﬁgt\ll\;?igsg zl;'anfﬁ 3‘;52? i o
L1 05 1° 15 22 3
SHM200-SN2-0.1-0.3-K 0.3 1439 031 033 035 037 040 O
SHM200-SN2-0.1-0.5-K 0.1 0.5  0.15 0.08 50 4 1 1403 052 055 058 060 065 O
SHM200-SN2-0.1-1-K 1 1322 105 109 113 118 121 O
SHM200-SN2-0.2-0.5-K 0.5 1403 052 054 057 059 064 @
SHM200-SN2-0.2-1-K 1 1320 104 108 112 116 126 O
SHM200-SN2-0.2-1.5-K 0.2 1.5 0.3 | 0.17 50 4 1 1245 156 162 167 174 188 O
SHM200-SN2-0.2-2-K 2 1179 2.08 215 223 231 250 O
SHM200-SN2-0.2-3-K 3 10.65 3.11 322 334 346 374 O
SHM200-SN2-0.3-1-K 1 13.06 106 112 118 123 133 @
SHM200-SN2-0.3-1.5-K 1.5 1231 159 167 174 181 195 O
SHM200-SN2-0.3-2-K 0.3 2 0.45 0.27 50 4 2 1165 212 221 229 238 257 O
SHM200-SN2-0.3-2.5-K 2.5 1105 264 275 285 29 320 @
SHM200-SN2-0.3-3-K 3 1051 316 328 340 353 382 O
SHM200-SN2-0.4-1-K 1 13.01 106 112 118 123 133 @
SHM200-SN2-0.4-1.5-K 1.5 1225 159 167 174 181 195 @
SHM200-SN2-0.4-2-K 2 11.57 212 221 229 238 2571 @
SHM200-SN2-0.4-2.5-K 2.5 10.97 264 275 285 296 320 O
SHM200-SN2-0.4-3-K 3 1042 316 328 340 353 382 O
SHM200-SN2-0.4-3.5-K 0.4 3.5 0.6 0.37 50 4 2 9.92 368 3.82 396 411 444 @
SHM200-SN2-0.4-4-K 4 9.47 420 435 451 468 506 O
SHM200-SN2-0.4-5-K 5 8.68 524 542 562 583 630 O
SHM200-SN2-0.4-6-K 6 8.01 6.27 649 673 698 755 O
SHM200-SN2-0.4-8-K 8 6.94 834 863 894 928 10.03 O
SHM200-SN2-0.4-10-K 10 6.12 10.41 10.77 11.16 11.58 12.52 O

@Stock OAvailable upon Order B Tl

0
01<p<10 Y07

1.0<p<60 | o1

Unit (mm)

Recommended Cutting Data * P589
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SHM200-SN2

2 Flutes with Extended Neck, Square Interference angle 0

The effective
under-neck length

Draft arfgle

2enl] 30°
Under Neck Length TIAISiN
5 elix

Please refer to page 167

! 5:/ Neck R /7 -

) Continue
.. Under The effective under-neck length
Mill Flute Neck Overall Shank Interference for th ious draf
Ordering Code Dia. Neck Length Dia. Length Dia. Reck Angle or the various draft angles Stock
p [tength = @ L | d | R ;
L1 ° o ° o o
0.5 1 1.5 2 3
SHM200-SN2-0.5-1-K 1 1296 1.06 112 118 123 133
SHM200-SN2-0.5-1.5-K 1.5 12.19 159 167 174 181 195
SHM200-SN2-0.5-2-K 2 1150 212 221 229 238 257
SHM200-SN2-0.5-2.5-K 2.5 10.88 2.64 275 285 296 3.20

SHM200-SN2-0.5-3-K 3 1033 316 328 340 353 382
SHM200-SN2-0.5-4-K 4 9.37 420 435 451 468 5.06
SHM200-SN2-0.5-5-K 5 858 524 542 562 583 6.30
6
8

0.5

0.75 047 50 4 2

SHM200-SN2-0.5-6-K 7.91 6.27 649 6.73 6.98 7.55
SHM200-SN2-0.5-8-K 6.84 834 863 894 928 10.03
SHM200-SN2-0.5-10-K 10 6.02 1041 10.77 11.16 11.58 12.52

O/0/0O 000|000 00C e e OO0 eCe e OO0 e

SHM200-SN2-0.6-2-K 2 1121 217 231 244 256 278
SHM200-SN2-0.6-3-K 3 10.07 324 342 358 3.72 4.02
SHM200-SN2-0.6-4-K 4 9.13 430 451 469 487 526
SHM200-SN2-0.6-5-K 5 836 535 559 580 6.02 6.50
SHM200-SN2-0.6-6-K 0.6 6 09 057 50 4 4 1439 031 033 035 0.37 040
SHM200-SN2-0.6-7-K 7 1403 052 055 0.58 0.60 0.65
SHM200-SN2-0.6-8-K 8 1322 105 1.09 113 118 1.27
SHM200-SN2-0.6-9-K 9 1403 052 054 057 0.59 0.64
SHM200-SN2-0.6-10-K 10 1320 1.04 108 112 116 1.26
SHM200-SN2-0.7-2-K 2 1245 156 162 167 174 1.88
SHM200-SN2-0.7-4-K 4 11.79  2.08 215 223 231 250
SHM200-SN2-0.7-6-K 0.7 6 1.05 0.67 50 4 4 1065 3.11 322 334 346 3.74
SHM200-SN2-0.7-8-K 8 13.06 106 112 118 123 133
SHM200-SN2-0.7-10-K 10 1231 159 167 174 181 195
@Stock OAvailable upon Order B Tol

0
01<D<L0  §oo7

10<p<60 3,

Unit (mm)

Recommended Cutting Data * P589
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SHM200-SN2

2 Flutes with Extended Neck, Square

Recommended Cutting Data * P589

Neck R ¢ -
o +— — - - - — Et
L1 Le |__|
L
= o2l Lk [
Please refer to page 167
) Continue
. Under The effective under-neck length
Mill Flute Neck Overall Shank Interference for th i f
Ordering Code Dia. Neck Length Dia. Length Dia. peck Angle or the various draft angles Stock
p [ength™i e @2 L | 4 | R ;
L1 ° o ° o o
0.5 1 1.5 2 3
SHM200-SN2-0.8-4-K 4 50 1165 212 221 229 238 257 @
SHM200-SN2-0.8-6-K 50 11.05 264 275 285 296 320 @
SHM200-SN2-0.8-8-K 0.8 8 1.2 | 0.76 50 4 4 10.51 316 328 340 353 382 O
SHM200-SN2-0.8-10-K 10 50 13.01 106 1.12 118 123 133 O
SHM200-SN2-0.8-12-K 12 55 12.25 159 167 174 181 195 O
SHM200-SN2-0.9-6-K 50 1157 212 221 229 238 2571 @
SHM200-SN2-0.9-8-K 50 1097 264 275 285 29 320 O
0.9 135 0.86 4 4
SHM200-SN2-0.9-10-K 10 50 1042 316 328 340 353 382 O
SHM200-SN2-0.9-12-K 12 55 9.92 368 3.82 39 411 444 O
SHM200-SN2-1-2-K 2 50 9.47 420 435 451 468 506 O
SHM200-SN2-1-3-K 3 50 8.68 524 542 562 583 630 @
SHM200-SN2-1-4-K 4 50 8.01 6.27 649 673 698 755 @
SHM200-SN2-1-5-K 5 50 6.94 834 863 894 928 1003 @
SHM200-SN2-1-6-K 6 50 6.12 1041 10.77 11.16 1158 1252 @
SHM200-SN2-1-7-K 7 50 1296 106 112 118 123 133 @
SHM200-SN2-1-8-K 8 50 12.19 159 167 174 181 195 @
1 1.5 | 0.96 4 4
SHM200-SN2-1-9-K 9 50 1150 212 221 229 238 2571 O
SHM200-SN2-1-10-K 10 50 10.88 264 275 285 296 320 @
SHM200-SN2-1-12-K 12 55 1033 3.16 328 340 353 382 O
SHM200-SN2-1-14-K 14 55 9.37 420 435 451 468 506 O
SHM200-SN2-1-16-K 16 55 8.58 524 542 562 583 630 @
SHM200-SN2-1-20-K 20 60 7.91 6.27 649 6.73 698 755 O
SHM200-SN2-1-25-K 25 65 834 863 894 928 1003 O
SHM200-SN2-1.2-6-K 1.2 6 1.8 1.15 50 4 4 1439 031 033 035 037 040 O
@Stock OAvailable upon Order 5 oo
01<p<10 By

1.0<p<60  Jo;

Unit (mm)
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SHM200-SN2

2 Flutes with Extended Neck, Square Interference angle 0

The effective
under-neck length

Draft arfgle

e 30°
e ek Lot TASN
o elix

Please refer to page 167

! 5:/ Neck R /7 -

) Continue
. Under The effective under-neck length
Mill Flute Neck Overall Shank Interference for th ious draft angl
Ordering Code Dia. Neck Length Dia. Length Dia. peck Angle orthe various dratt angies Stock
p [ength™i @2 L | d | R ;
Ll o o o o o
0.5 1 1.5 2 3

SHM200-SN2-1.2-8-K 8 50 1403 052 0.55 058 0.60 065 O
SHM200-SN2-1.2-10-K 10 50 1322 105 1.09 113 118 127 O

1.2 1.8 | 1.15 4 4
SHM200-SN2-1.2-12-K 12 55 1403 052 054 057 059 064 O
SHM200-SN2-1.2-16-K 16 55 1320 1.04 1.08 112 116 126 O
SHM200-SN2-1.4-6-K 6 50 1245 156 162 167 174 188 @

1.4 21 134 4 4
SHM200-SN2-1.4-12-K 12 55 11.79 2.08 215 223 231 250 O
SHM200-SN2-1.5-4-K 4 50 10.65 3.11 322 334 346 374 O
SHM200-SN2-1.5-6-K 6 50 13.06 1.06 112 118 123 133 @
SHM200-SN2-1.5-8-K 8 50 1231 159 167 174 181 19 @
SHM200-SN2-1.5-10-K 10 50 11.65 212 221 229 238 2571 O
SHM200-SN2-1.5-12-K 12 55 11.05 264 275 285 29 320 O
SHM200-SN2-1.5-14-K 14 55 10.51 3.16 328 340 353 382 O
SHM200-SN2-1.5-16-K 1.5 16 2.25  1.44 55 4 4 13.01 106 112 118 123 133 O
SHM200-SN2-1.5-18-K 1.5 60 4 4 167 174 181 195 O
SHM200-SN2-1.5-20-K 20 60 1157 212 221 229 238 257 O
SHM200-SN2-1.5-25-K 25 65 1097 264 275 285 29 320 O
SHM200-SN2-1.5-30-K 30 70 1042 3.16 328 340 353 382 O
SHM200-SN2-1.5-35-K 35 75 9.92 368 382 396 411 444 O
SHM200-SN2-1.5-40-K 40 80 9.47 420 435 451 468 506 O
SHM200-SN2-1.6-6-K 6 50 8.68 524 542 562 583 630 O

1.6 24 | 154 4 4
SHM200-SN2-1.6-8-K 8 50 8.01 6.27 649 673 698 755 O
SHM200-SN2-1.8-6-K 6 50 6.94 834 863 894 928 10.03 O

1.8 2.7 173 4 4
SHM200-SN2-1.8-8-K 8 50 6.12 1041 10.77 11.16 1158 12.52 O
SHM200-SN2-2-4-K 2 4 3 1.92 50 4 4 1296 1.06 112 118 123 133 O

@Stock OAvailable upon Order D Tol

0
01<D<10  J407

0
10<p<60  Jo;

Unit (mm)

Recommended Cutting Data * P589
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SHM200-SN2

2 Flutes with Extended Neck, Square

Neck R

<=l L |uJ

Please refer to page 167

) Continue
Ordering Code II\)A[lI)all Iilr:e::cjt(; Lzlﬁgteh ’\Il)j(; (L)gr?_g?ll} SB(ijaer N‘;Ck Intirrf]:grlznce Thfeo‘?ftfﬁgt\ll\;?igﬂs ?irrar}igla;relsgth S
LT | € 05 | 1° |15 | 22 | 3
SHM200-SN2-2-6-K 50 12.19 159 167 174 181 195 O
SHM200-SN2-2-8-K 50 1150 212 221 229 238 257 @
SHM200-SN2-2-10-K 10 50 1088 264 275 285 29 320 @
SHM200-SN2-2-12-K 12 55 1033 316 328 340 353 382 @
SHM200-SN2-2-14-K 14 55 937 420 435 451 468 506 @
SHM200-SN2-2-16-K 16 55 858 524 542 562 583 630 @
SHM200-SN2-2-18-K 2 18 3 1.92 60 4 4 791 6.27 649 673 698 755 O
SHM200-SN2-2-20-K 20 60 6.84 834 863 894 928 10.03 O
SHM200-SN2-2-25-K 25 65 6.02 10.41 10.77 11.16 1158 1252 O
SHM200-SN2-2-30-K 30 70 1121 217 231 244 256 278 O
SHM200-SN2-2-35-K 35 75 10.07 324 342 358 372 402 O
SHM200-SN2-2-40-K 40 80 9.13 430 451 469 487 526 O
SHM200-SN2-2-50-K 50 90 836 535 559 580 6.02 650 O
SHM200-SN2-2.5-8-K 8 50 1439 031 033 035 037 040 O
SHM200-SN2-2.5-12-K 12 55 1403 052 055 058 060 0.65 O
SHM200-SN2-2.5-16-K 16 55 1322 1.05 1.09 113 118 127 O
SHM200-SN2-2.5-20-K 2.5 20 375 24 60 4 4 1403 052 054 057 059 064 O
SHM200-SN2-2.5-30-K 30 70 1320 1.04 108 112 116 126 O
SHM200-SN2-2.5-40-K 40 80 1245 156 1.62 167 174 188 O
SHM200-SN2-2.5-50-K 50 90 11.79 2.08 215 223 231 250 O
SHM200-SN2-3-8-K 8 55 10.65 3.11 322 334 346 374 O
SHM200-SN2-3-12-K 12 60 13.06 1.06 112 118 123 133 O
SHM200-SN2-3-16-K ’ 16 o | 288 60 ° * 1231 159 167 174 181 195 @
SHM200-SN2-3-20-K 20 65 11.65 212 221 229 238 2571 O
@Stock OAvailable upon Order D Tol
0.1<D<10 307

1.0<p<60 | Jo1

Unit (mm)

Recommended Cutting Data * P589
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SHM200-SN2

2 Flutes with Extended Neck, Square Interference angle 0

The effective
under-neck length

Draft arfgle

e 30°
e ek Lot TASN
o elix

Please refer to page 167

! 5:/ Neck R /7 -

) Continue
Ordering Code gléa“ é%%%; LEEJ(%Sh '\Il)jg( fg{?dl} SB(ljan.k NiCk Intir:]:grlznce Thlfo‘?ftfﬁgt\ll\;?igsg zl;'anf?gl:]gggth stock
L1 05 | 1° |15 | 20 | 3°

SHM200-SN2-3-25-K 25 70 11.05 2.64 275 285 296 320 O
SHM200-SN2-3-30-K 30 75 1051 316 328 340 353 382 O
SHM200-SN2-3-40-K } 40 4o | 288 90 ° ! 13.01 106 112 118 123 133 O
SHM200-SN2-3-50-K 50 100 4 4 167 174 181 195 O
SHM200-SN2-4-12-K 12 60 1157 212 221 229 238 257 O
SHM200-SN2-4-16-K 16 60 1097 264 275 285 296 320 O
SHM200-SN2-4-20-K 20 70 1042 316 328 340 353 38 @
SHM200-SN2-4-25-K A 25 ¢ | g6 70 . A 9.92 368 3.82 396 411 444 @
SHM200-SN2-4-30-K 30 80 947 420 435 451 468 506 O
SHM200-SN2-4-35-K 35 80 868 524 542 562 58 630 O
SHM200-SN2-4-40-K 40 90 801 627 649 673 698 755 O
SHM200-SN2-4-50-K 50 100 6.94 834 863 894 928 1003 O
SHM200-SN2-5-20-K 20 70 612 1041 10.77 11.16 1158 1252 O
SHM200-SN2-5-25-K 25 70 1296 106 112 118 123 133 O
SHM200-SN2-5-30-K 5 30 75 485 80 6 4 1219 159 167 174 181 195 O
SHM200-SN2-5-40-K 40 90 1150 212 221 229 238 257 O
SHM200-SN2-5-50-K 50 100 1088 2.64 275 285 296 320 O
SHM200-SN2-6-20-K 20 70 1033 316 328 340 353 382 O
SHM200-SN2-6-30-K 30 80 937 420 435 451 468 506 O
SHM200-SN2-6-40-K ° 40 I8 90 ° ) 858 524 542 562 58 630 O
SHM200-SN2-6-50-K 50 100 791 627 649 673 698 755 O

@Stock OAvailable upon Order B Tol

0
01<p<10 Jog7

1.0<p<6.0  Jo;

Unit (mm)

Recommended Cutting Data * P589
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SHM200-RN2

2 Flutes with Extended Neck, Corner Radius

r 1 £0. 005mm
Neck R Tolerance on Corner radius r
i MY
= _ — — — = o
R
L L1
1~5°
Back taper on peripheral edge
=@~ UL U
Please refer to page 167
The effecti der-neck length
; Mill lﬁedcir Flute Neck Overall Shank . Interference ]%ftﬁg\l,\éiigzszgc?;ngigsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
D ength™ 1 a2 | L | d | R §
L1 ° ° o o o
0.5 1 1.5 2 3
SHM200-RN2-0.2-0.5-0.02-K 0.5 1407 052 0.54 056 0.58 0.63
SHM200-RN2-0.2-1-0.02-K 002 1 1323 1.04 1.08 1.12 116 1.25
SHM200-RN2-0.2-2-0.02-K 2 11.82  2.08 215 223 231 250
SHM200-RN2-0.2-0.5-0.05-K 0.2 0.5 | 0.16 0.17 50 4 1 1412 052 0.54 0.56 0.58 0.62
SHM200-RN2-0.2-1-0.05-K 0.05 1 1328 1.04 1.08 1.11 115 1.24
SHM200-RN2-0.2-1.5-0.05-K ’ 1.5 1253 156 1.61 167 1.73 1.87

SHM200-RN2-0.2-2-0.05-K 2 11.85 2.08 215 222 230 249
SHM200-RN2-0.3-1-0.02-K 1 13.09 1.06 112 1.17 123 133
SHM200-RN2-0.3-2-0.02-K 0.02 2 11.67 211 221 229 238 257
B
1

SHM200-RN2-0.3-3-0.02-K 1053 316 3.28 340 3.53 381
SHM200-RN2-0.3-1-0.05-K 1314 106 112 117 122 132

0.3 0.24 0.27 50 4 2
SHM200-RN2-0.3-1.5-0.05-K 13 1238 159 166 173 1.80 194
SHM200-RN2-0.3-2-0.05-K 0.05 2 1171 211 221 229 237 256
SHM200-RN2-0.3-2.5-0.05-K 2o 11.11 264 275 284 295 3.18

SHM200-RN2-0.3-3-0.05-K 10.56  3.16 3.28 3.40 352 381
SHM200-RN2-0.4-1-0.02-K 13.04 1.06 112 117 123 133
SHM200-RN2-0.4-2-0.02-K 0.02 11.60 211 221 229 238 257

3
1
2
SHM200-RN2-0.4-3-0.02-K 3 1044 316 3.28 340 3.53 381
4
1

SHM200-RN2-0.4-4-0.02-K 9.49 420 435 451 4.68 5.06
SHM200-RN2-0.4-1-0.05-K 0.4 032 037 50 4 2 13.09 1.06 112 117 122 132

(O CICIICACICIHCIHONICAIONICAOCIICICIICHOCIICIOCIONICACICINC)

SHM200-RN2-0.4-1.5-0.05-K 1.5 1232 159 166 173 1.80 1.94
SHM200-RN2-0.4-2-0.05-K 005 2 11.64 211 221 229 237 256
SHM200-RN2-0.4-2.5-0.05-K 2.5 11.03 264 275 284 295 3.18
SHM200-RN2-0.4-3-0.05-K 3 10.47 3.16 3.28 340 3.52 381
@Stock OAvailable upon Order R Tol
+0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2 =

2 Flutes with Extended Neck, Corner Radius Interforenc angle 8

The effective Draft angle
under-neck length

5y Neck R |

e ek eneth | [2] TIAlSIN ﬁ g E m
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The effecti der-neck length
. Mill lf\llci?(r Flute Neck Overall Shank . Interference fi,ftﬁg\',‘;figﬂsﬁrra”ff‘;ngﬁzsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D L1 Lc d2 L d (]
0.5° 1° 1.5° 2° 3°
SHM200-RN2-0.4-3.5-0.05-K 0.05 35 997 3.68 3.82 395 4.10 443
SHM200-RN2-0.4-4-0.05-K ' 952 420 435 451 4.67 5.05
SHM200-RN2-0.4-1-0.1-K 13.17 106 111 116 121 131
0.4 0.32  0.37 50 4 2
SHM200-RN2-0.4-2-0.1-K o1 11.70 2.11 220 228 237 2.55

SHM200-RN2-0.4-3-0.1-K

SHM200-RN2-0.4-4-0.1-K

SHM200-RN2-0.5-1-0.02-K
SHM200-RN2-0.5-2-0.02-K
SHM200-RN2-0.5-3-0.02-K 0.02
SHM200-RN2-0.5-4-0.02-K
SHM200-RN2-0.5-6-0.02-K
SHM200-RN2-0.5-1-0.05-K
SHM200-RN2-0.5-2-0.05-K 0.05
SHM200-RN2-0.5-3-0.05-K
SHM200-RN2-0.5-4-0.05-K
SHM200-RN2-0.5-5-0.05-K 0.5
SHM200-RN2-0.5-6-0.05-K
SHM200-RN2-0.5-1-0.1-K

SHM200-RN2-0.5-2-0.1-K 0.5
SHM200-RN2-0.5-3-0.1-K
SHM200-RN2-0.5-4-0.1-K
SHM200-RN2-0.5-5-0.1-K
SHM200-RN2-0.5-6-0.1-K
SHM200-RN2-0.6-2-0.02-K = 0.6 = 0.02

10.53 3.16 328 339 352 3.79
9.56 420 435 450 4.67 5.04
13.00 1.06 1.12 117 123 133
1153 211 221 229 238 257
1035 3.16 328 340 353 381
939 420 435 451 468 5.06
792 627 649 6.73 698 7.54
13.05 1.06 1.12 117 122 132
1156 211 221 229 237 256
1038 3.16 3.28 3.40 352 381
942 420 435 451 467 5.05
862 524 542 561 582 6.29
794 627 649 672 697 7.53
1313 106 111 116 121 131
0.4 047 50 4 2 11.63 211 220 228 237 255
1044 3.16 3.28 339 352 3.79
9.46 420 435 450 4.67 5.04
865 524 542 561 582 6.28
797 627 649 6.72 697 7.52
0.48  0.57 50 4 4 1124 217 231 244 255 277

0.5

0.4 047 50 4 2

0.1

NI O W N OO RN RO R WD RN E DS
GJICIICIICICIN CIHOIHOMOIICN IO ICIICIICIICICICIICIHOICIICIONO)

@Stock OAvailable upon Order R Tol
R +0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2

2 Flutes with Extended Neck, Corner Radius

T :+0. 005mm
Neck R Tolerance on Corner radius r
i MY
= _ — — — = o
R
L L1
1~5°
Back taper on peripheral edge
= @[] UL (U]
Please refer to page 167
) Continue
The effecti der-neck length
A MAill l:\lr::icir Flute Ngck Overall Shgnk Neck Interference ]?O?tﬁg \I,\;?igzs si:;‘?gngel:sg
Ordering Code Dia. R Length Dia. Length Dia. Angle Stock
D length™ > 92" "L 4 R 8
L1 < . . . : o
0.5 1 1.5 2 3
SHM200-RN2-0.6-4-0.02-K 0.02 4 9.15 429 451 469 486 526 O
SHM200-RN2-0.6-6-0.02-K ' 6 7.71 6.40 6.66 6.90 7.16 774 O
SHM200-RN2-0.6-2-0.05-K 2 11.27 217 231 243 255 276 O
SHM200-RN2-0.6-4-0.05-K 4 9.18 429 451 468 4.86 525 @
SHM200-RN2-0.6-6-0.05-K 0.05 6 7.73 6.40 6.66 690 7.16 774 O
SHM200-RN2-0.6-8-0.05-K 8 6.68 8.49 8.80 9.12 946 1022 O
0.6 0.48 0.57 50 4 4
SHM200-RN2-0.6-10-0.05-K 10 5.88 10.57 10.94 1133 11.76 1271 O
SHM200-RN2-0.6-2-0.1-K 2 11.34 216 230 243 254 275 O
SHM200-RN2-0.6-4-0.1-K 4 9.22 429 450 468 485 524 O
SHM200-RN2-0.6-6-0.1-K 0.1 6 7.76 639 6.66 690 7.15 772 O
SHM200-RN2-0.6-8-0.1-K 8 6.70 8.48 8.80 9.11 945 1021 O
SHM200-RN2-0.6-10-0.1-K 10 5.89 10.57 10.94 11.33 11.75 12.70 O
SHM200-RN2-0.7-4-0.05-K 0.05 4 9.07 429 451 468 4.86 525 O
SHM200-RN2-0.7-6-0.05-K ' 6 7.62 6.40 6.66 690 7.16 774 O
0.7 0.56  0.67 50 4 4
SHM200-RN2-0.7-4-0.1-K o1 4 9.11 429 450 468 485 524 O
SHM200-RN2-0.7-6-0.1-K ' 6 7.65 639 6.66 6.90 7.15 772 O
SHM200-RN2-0.8-4-0.02-K 0.02 4 50 8.96 427 447 465 482 521 O
SHM200-RN2-0.8-6-0.02-K ' 6 50 7.51 6.37 6.63 6.87 7.12 770 O
SHM200-RN2-0.8-4-0.05-K 4 50 8.99 427 447 465 482 521 O
SHM200-RN2-0.8-6-0.05-K 6 50 7.52 637 6.63 6.86 7.12 769 O
0.8 | 0.05 0.64 0.76 4 4
SHM200-RN2-0.8-8-0.05-K 8 50 6.47 8.45 876 9.08 9.42 10.18 O
SHM200-RN2-0.8-12-0.05-K 12 55 5.05 12.61 13.04 13.51 14.02 1515 O
SHM200-RN2-0.8-4-0.1-K o1 4 50 9.03 426 447 464 481 519 O
SHM200-RN2-0.8-6-0.1-K ' 6 50 7.55 637 6.62 6.86 7.11 768 O
@Stock OAvailable upon Order R Tol
R +0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2 =

2 Flutes with Extended Neck, Corner Radius

Interference angle 0

The effective
under-neck length

Draft angle

Under Neck Length

p—

= Qo L

Please refer to page 167
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The effecti der-neck length
: Mill l:\lnedcir Flute Neck Overall Shank . Interference aftﬁg\l,\;figﬂsz:;?gn;gsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d ]
0.5° 1° 1.5° 2° 3°
SHM200-RN2-0.8-8-0.1-K 01 8 50 6.49 8.45 876 9.07 941 1017 O
SHM200-RN2-0.8-12-0.1-K ' 12 55 5.06 12.60 13.04 13.51 14.01 15.14 O
SHM200-RN2-0.8-4-0.2-K 4 50 9.12 426 446 463 480 517 @
0.8 0.64  0.76 4 4
SHM200-RN2-0.8-6-0.2-K 02 50 7.62 636 661 685 7.10 7.66 O
SHM200-RN2-0.8-8-0.2-K ’ 8 50 6.54 845 875 9.06 9.40 1014 O
SHM200-RN2-0.8-12-0.2-K 12 50 5.09 12.60 13.03 13.50 14.00 15.11 O
SHM200-RN2-1-2-0.02-K 2 50 10.92 2.15 228 240 252 273 O
SHM200-RN2-1-4-0.02-K 4 50 8.72 427 447 465 482 521 O
SHM200-RN2-1-6-0.02-K 0.02 6 50 7.26 637 6.63 687 7.12 770 O
SHM200-RN2-1-8-0.02-K ' 8 50 6.22 8.46 877 9.08 9.42 1019 O
SHM200-RN2-1-10-0.02-K 10 50 544  10.53 10.91 11.30 11.72 12.67 O
SHM200-RN2-1-12-0.02-K 12 55 4.83 12.61 13.05 13.52 14.02 1516 O
SHM200-RN2-1-2-0.05-K 2 50 10.96 2.15 228 240 251 272 O
SHM200-RN2-1-3-0.05-K 3 50 9.73 321 338 353 367 39 O
SHM200-RN2-1-4-0.05-K 4 50 8.75 427 447 465 482 521 O
1 0.8 0.96 4 4
SHM200-RN2-1-5-0.05-K 5 50 7.95 532 555 575 597 645 @
SHM200-RN2-1-6-0.05-K 0.05 6 50 7.28 637 663 686 7.12 769 @
SHM200-RN2-1-8-0.05-K ' 8 50 6.23 8.45 876 9.08 9.42 1018 O
SHM200-RN2-1-10-0.05-K 10 50 5.45 10.53 10.90 11.30 11.72 12.67 O
SHM200-RN2-1-12-0.05-K 12 55 484 12,61 13.04 13.51 14.02 1515 O
SHM200-RN2-1-16-0.05-K 16 60 3.95 16.74 17.32 17.95 18.62 20.12 O
SHM200-RN2-1-20-0.05-K 20 60 3.34  20.88 21.60 22.38 23.22 25.10 O
SHM200-RN2-1-2-0.1-K o1 2 50 11.03 214 227 239 250 271 O
SHM200-RN2-1-3-0.1-K ' 3 50 9.79 321 338 353 366 395 O

@Stock OAvailable upon Order

Recommended Cutting Data * P599
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SHM200-RN2

2 Flutes with Extended Neck, Corner Radius

T :+0. 005mm
Neck R T:emnce on Corner radius r
i MY
< - - - - = =
R
L L1
1~5°
Back taper on peripheral edge

= @[] UL (U]

Please refer to page 167
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The effecti der-neck length
. M.ill l:\ﬂiir Flute Ne_ck Overall Shgnk Neck Interference ?oftl?g \Il\:iigzs ?jrranftt-:‘;ngelgg
Ordering Code Dia. R |engthlength Dia. Length Dia. Angle Stock
D ength™ = a2 L 4 R §
L1 o o o o o
0.5 1 1.5 2 3
SHM200-RN2-1-4-0.1-K 4 50 8.80 426 447 464 481 519 O
SHM200-RN2-1-5-0.1-K 5 50 7.99 532 555 575 59 644 @
SHM200-RN2-1-6-0.1-K 6 50 7.31 637 6.62 686 7.11 768 O
SHM200-RN2-1-8-0.1-K o1 8 50 6.25 8.45 876 9.07 941 1017 O
SHM200-RN2-1-10-0.1-K ’ 10 50 546  10.53 1090 11.29 11.71 12,65 O
SHM200-RN2-1-12-0.1-K 12 55 485 12.60 13.04 13,51 14.01 1514 O
SHM200-RN2-1-16-0.1-K 16 60 3.96 16.74 17.32 17.94 1861 20.11 O
SHM200-RN2-1-20-0.1-K 20 60 3.35 20.87 21.60 22.37 23.21 25.08 O
SHM200-RN2-1-2-0.2-K 2 50 11.17 214 226 238 248 268 O
1 0.8  0.96 4 4
SHM200-RN2-1-3-0.2-K 3 50 9.90 320 337 351 365 393 O
SHM200-RN2-1-4-0.2-K 4 50 8.89 426 446 463 480 517 @
SHM200-RN2-1-5-0.2-K 5 50 8.06 531 554 574 595 641 O
SHM200-RN2-1-6-0.2-K 0.2 6 50 7.37 636 6.61 6.85 7.10 766 O
SHM200-RN2-1-8-0.2-K ' 8 50 6.30 8.45 875 9.06 9.40 10.14 O
SHM200-RN2-1-10-0.2-K 10 50 5,50 10.53 10.89 11.28 11.70 12.63 O
SHM200-RN2-1-12-0.2-K 12 55 488 12,60 13.03 13.50 14.00 1511 O
SHM200-RN2-1-16-0.2-K 16 60 398 16.74 17.31 17.93 18.59 20.09 O
SHM200-RN2-1-20-0.2-K 20 60 336  20.87 21.59 2236 23.19 25.06 O
SHM200-RN2-1-2-0.3-K 2 50 1132 213 225 236 247 266 O
SHM200-RN2-1-3-0.3-K 3 50 10.01 320 336 350 363 390 O
SHM200-RN2-1-4-0.3-K 4 50 8.98 425 445 462 478 515 O
1 0.3 0.8  0.96 4 4
SHM200-RN2-1-5-0.3-K 5 50 8.14 531 553 573 593 639 O
SHM200-RN2-1-6-0.3-K 6 50 7.44 636 6.61 684 7.08 763 O
SHM200-RN2-1-8-0.3-K 8 50 6.35 8.44 875 9.05 938 10.12 O
@Stock OAvailable upon Order R Tol

R +0.005

Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2 =

2 Flutes with Extended Neck, Corner Radius Interforenc angle 8

The effective Draft angle
under-neck length

5y Neck R |
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The effecti der-neck length
) Mill lf\lldcir Flute Neck Overall Shank o) Interference ﬁ,ftﬁg\',‘gfigﬂsﬁrra"ffgngﬁgf
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d ]
0.5° 1° 1.5° 2° 3°
SHM200-RN2-1-10-0.3-K 10 50 553 10.52 10.89 11.27 11.68 12.60 O
SHM200-RN2-1-12-0.3-K 12 55 490 12.60 13.03 13.49 13.98 15.09 O
1 0.3 0.8 09% 4 4
SHM200-RN2-1-16-0.3-K 16 60 4,00 16.73 17.30 17.92 18.58 20.06 O
SHM200-RN2-1-20-0.3-K 20 60 3.37 20.87 21.58 22.35 23.18 25.04 O
SHM200-RN2-1.25-5-0.1-K 5 50 7.68 530 552 572 593 640 O
SHM200-RN2-1.25-10-0.1-K o1 10 50 5.17 10.50 10.87 11.26 11.68 12.62 O
SHM200-RN2-1.25-15-0.1-K ' 15 55 390 15.68 16.22 16.80 17.43 18.83 O
SHM200-RN2-1.25-20-0.1-K 20 60 3.13  20.84 21.57 22.34 23.18 25.05 O
SHM200-RN2-1.25-5-0.2-K 5 50 7.75 529 551 571 591 638 O
SHM200-RN2-1.25-10-0.2-K 10 50 521 10.50 10.86 11.25 11.66 12.59 O
125 0.2 1 120 4 4
SHM200-RN2-1.25-15-0.2-K 15 55 3.92 15,67 16.21 16.79 17.41 1881 O
SHM200-RN2-1.25-20-0.2-K 20 60 3.14 20.84 21.56 22.33 23.16 25.02 O
SHM200-RN2-1.25-5-0.3-K 5 50 7.83 529 550 570 590 635 O
SHM200-RN2-1.25-10-0.3-K 03 10 50 524 10.50 10.86 11.24 11.65 12.57 O
SHM200-RN2-1.25-15-0.3-K ' 15 55 3.94 15,67 16.20 16.78 17.40 18.78 O
SHM200-RN2-1.25-20-0.3-K 20 60 3.15 20.84 21.55 22.32 23.15 25.00 O
SHM200-RN2-1.5-4-0.1-K 4 50 8.17 423 442 458 475 513 O
SHM200-RN2-1.5-6-0.1-K 6 50 6.66 6.32 657 6.80 7.05 7.62 O
SHM200-RN2-1.5-8-0.1-K o1 8 50 5.62 8.41 871 9.02 935 10.10 O
SHM200-RN2-1.5-12-0.1-K ' 12 55 428 12,55 12.98 13.45 13.95 15.07 O
1.5 1.2 144 4 4
SHM200-RN2-1.5-15-0.1-K 15 55 3.63 15.65 16.19 16.77 17.40 18.80 O
SHM200-RN2-1.5-20-0.1-K 20 60 290 20.82 21.54 2232 23.15 - O
SHM200-RN2-1.5-4-0.2-K 02 4 50 8.26 423 441 457 474 510 O
SHM200-RN2-1.5-6-0.2-K ' 6 50 6.72 632 656 679 7.04 759 O
@Stock OAvailable upon Order R Tol
R +0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2

2 Flutes with Extended Neck, Corner Radius

i S
=
L
1~5°
Back taper on peripheral edge
=@+ Lk [
Please refer to page 167
) Continue
oemgoode M ek e ok Ouelshen g e it
D effth lc d2 | L | d R § T . T .
05 1° 15 2 3

SHM200-RN2-1.5-8-0.2-K 8 50 566 840 870 9.01 934 10.08 O
SHM200-RN2-1.5-12-0.2-K - 12 55 431 12.55 12.98 13.44 13.94 1505 O
SHM200-RN2-1.5-15-0.2-K 15 55 3.65 1565 16.19 16.76 17.38 18.78 O
SHM200-RN2-1.5-20-0.2-K 20 19 | 144 60 2 |4 291 20.82 21.53 2231 2313 - O
SHM200-RN2-1.5-4-0.3-K 4 50 836 422 440 456 472 508 O
SHM200-RN2-1.5-6-0.3-K 6 50 6.78 631 655 678 7.02 757 O
SHM200-RN2-1.5-8-0.3-K 8 50 571 840 869 899 932 1005 O
SHM200-RN2-1.5-12-0.3-K s 03 12 55 433  12.54 1297 13.43 1392 1503 O
SHM200-RN2-1.5-15-0.3-K 15 55 3.67 1564 16.18 16.75 17.37 18.76 O
SHM200-RN2-1.5-20-0.3-K 20 60 292 2081 2153 2229 2312 - O
SHM200-RN2-1.5-4-0.5-K 4 50 855 421 439 454 469 503 O
SHM200-RN2-1.5-6-0.5-K 6 15 | 144 50 4 | 4 691 631 654 676 699 752 O
SHM200-RN2-1.5-8-0.5-K s 8 50 580 839 868 897 929 10.00 O
SHM200-RN2-1.5-12-0.5-K 12 55 439 1254 12.96 13.41 13.89 1498 O
SHM200-RN2-1.5-15-0.5-K 15 55 3.71 1564 16.17 16.73 17.34 1871 O
SHM200-RN2-1.5-20-0.5-K 20 60 295 20.81 21.51 2227 23.09 - O
SHM200-RN2-1.75-5-0.1-K 5 50 6.96 526 547 567 588 635 O
SHM200-RN2-1.75-10-0.1-K 10 50 453 1046 10.82 11.21 11.63 1256 O
SHM200-RN2-1.75-15-0.1-K 01 15 55 335 1563 16.17 16.75 17.38 18.78 O
SHM200-RN2-1.75-20-0.1-K 20 60 266 20.80 21.52 22.29 2313 - O
SHM200-RN2-1.75-5-0.2-K L7 5 14| L8 50 S 7.03 526 547 566 58 632 O
SHM200-RN2-1.75-10-0.2-K - 10 50 456 10.46 10.82 11.20 11.61 1254 O
SHM200-RN2-1.75-15-0.2-K 15 55 337 1563 16.16 16.74 17.36 18.75 O
SHM200-RN2-1.75-20-0.2-K 20 60 267 20.80 21.51 22.28 2311 - O

@Stock OAvailable upon Order R Tol
+0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2 =

2 Flutes with Extended Neck, Corner Radius Interforenc angle 8

The effective Draft angle
under-neck length

5y Neck R |

e ek eneth | [2] TIAlSIN ﬁ g E m

Please refer to page 167

) Continue
ongoote ML ek e Nk ouel stk o e v anonger
D effth lc d2 L d R 8 T . T .
0.5 1 1.5 2 3

SHM200-RN2-1.75-5-0.3-K 5 50 711 525 546 565 585 630 O
SHM200-RN2-1.75-10-0.3-K 10 50 459 1045 10.81 1119 11.60 1251 O
SHM200-RN2-1.75-15-0.3-K 115 03 15 14 | 18 55 e 339 1562 16.16 16.73 17.35 1873 O
SHM200-RN2-1.75-20-0.3-K 20 60 269 2079 2151 2227 2310 - O
SHM200-RN2-2-4-0.1-K 4 50 736 421 438 454 471 508 O
SHM200-RN2-2-6-0.1-K 6 50 586 629 653 676 7.01 757 O
SHM200-RN2-2-8-0.1-K 8 50 487 837 866 897 931 1005 O
SHM200-RN2-2-12-0.1-K 1 55 364 1251 1294 1341 1391 1503 O
SHM200-RN2-2-16-0.1-K T 55 290 1665 1722 17.84 1851 - O
SHM200-RN2-2-20-0.1-K 20 60 242 2078 2150 2227 2311 - O
SHM200-RN2-2-25-0.1-K 25 65 200 2595 2685 27.82 - - O
SHM200-RN2-2-30-0.1-K 30 70 170 3112 3220 3336 - - O
SHM200-RN2-2-4-0.2-K 4 50 746 420 437 453 469 506 O
SHM200-RN2-2-6-0.2-K 6 50 593 629 652 675 699 754 @
SHM200-RN2-2-8-0.2-K 2 g 0T Y Y 4o 837 866 896 929 1003 O
SHM200-RN2-2-12-0.2-K ., 1 | 55 | 366 12.51 12.94 1340 13.89 1500 O
SHM200-RN2-2-16-0.2-K 16 55 292 1664 1722 17.83 1849 - O
SHM200-RN2-2-20-0.2-K 20 60 243 2078 2149 2226 23.09 - O
SHM200-RN2-2-25-0.2-K 25 65 200 2595 2684 27.80 - - O
SHM200-RN2-2-30-0.2-K 30 70 171 3111 3219 3335 - - O
SHM200-RN2-2-4-0.3-K 4 50 756 420 437 452 468 503 O
SHM200-RN2-2-6-0.3-K s 6 50 599 628 651 674 698 752 O
SHM200-RN2-2-8-0.3-K 8 50 496 836 865 895 928 1001 O
SHM200-RN2-2-12-0.3-K 12 55 369 1250 1293 13.39 13.88 1498 O

@Stock OAvailable upon Order R Tol
+0.005

Unit(mm)

Recommended Cutting Data * P599
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Solid Carbide Endmills | MILLING TOOLS

SHM200-RN2

2 Flutes with Extended Neck, Corner Radius

T :+0. 005mm
Neck R T:emnce on Corner radius r
e~ S
= _ — — — = o
R
L L1
1~5°
Back taper on peripheral edge
= @[] YL U
Please refer to page 167
) Continue
The effecti der-neck length
. Mill lf\lneciir Flute Neck Overall Shank . Interference Foftﬁg \I,\;iigﬂsfj:;c?;ngﬁgsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d 0
0.5° 1° 1.5° 2° 3°
SHM200-RN2-2-16-0.3-K 16 55 2.93 16.64 17.21 17.82 18.48 - O
SHM200-RN2-2-20-0.3-K 03 20 60 244  20.77 21.49 22.25 23.08 - O
SHM200-RN2-2-25-0.3-K ' 25 65 2.01 25.94 26.84 27.79 28.82 - O
SHM200-RN2-2-30-0.3-K 30 70 1.71 31.11 32.18 33.34 = = @)
SHM200-RN2-2-6-0.5-K 6 50 6.11 6.28 6.50 6.71 6.95 747 O
SHM200-RN2-2-8-0.5-K 8 50 5.04 836 864 893 925 99 O
SHM200-RN2-2-12-0.5-K 12 55 3.73 12.50 12.92 13.36 13.85 1493 O
SHM200-RN2-2-16-0.5-K 0.5 16 55 2.96 16.63 17.19 17.80 18.45 - O
SHM200-RN2-2-20-0.5-K 20 60 246 20.77 21.47 22.23 23.05 - O
2 16 192 4 4
SHM200-RN2-2-25-0.5-K 25 65 2.03 25.94 26.82 27.77 28.79 - @)
SHM200-RN2-2-30-0.5-K 30 70 1.72  31.10 32.17 3331 - - O
SHM200-RN2-2-6-0.8-K 6 50 6.31 6.26 648 6.68 690 7.40 O
SHM200-RN2-2-8-0.8-K 8 50 5.18 835 862 890 920 988 O
SHM200-RN2-2-12-0.8-K 12 55 3.81 12,49 12.89 1333 13.80 14.86 O
SHM200-RN2-2-16-0.8-K 0.8 16 55 3.01 16.62 17.17 17.77 18.40 19.83 O
SHM200-RN2-2-20-0.8-K 20 60 249  20.76 21.45 22.20 23.00 - @)
SHM200-RN2-2-25-0.8-K 25 65 2.05 2593 26.80 27.74 28.75 - O
SHM200-RN2-2-30-0.8-K 30 70 1.74 31.09 32.15 33.28 - - @)
SHM200-RN2-2.5-10-0.1-K 10 50 3.36 10.41 10.77 11.16 11.57 1250 O
SHM200-RN2-2.5-20-0.1-K 0.1 20 60 1.89  20.75 21.47 22.24 = = O
SHM200-RN2-2.5-30-0.1-K 30 70 132 31.09 32.17 - - - O
2.5 2 240 4 4
SHM200-RN2-2.5-10-0.2-K 10 50 3.39 10.41 10.77 11.15 11.56 12.48 O
SHM200-RN2-2.5-20-0.2-K 0.2 20 60 190 20.75 21.46 22.23 - - O
SHM200-RN2-2.5-30-0.2-K 30 70 132 31.08 32.16 - = = O
@Stock OAvailable upon Order R Tol
R +0.005

Unit(mm)

Recommended Cutting Data * P599
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MILLING TOOLS | Solid Carbide Endmills

SHM200-RN2 =

2 Flutes with Extended Neck, Corner Radius Interforenc angle 8

The effective Draft angle
under-neck length

5y Neck R |

e ek eneth | [2] TIAlSIN ﬁ g E m

Please refer to page 167

) Continue
oengoote ML ek e Nk Ouel stk o et ot g
D eth™i e w2 L 4 R § T . T )
0.5 1 1.5 2 3
SHM200-RN2-2.5-10-0.3-K 10 50 342 1041 10.76 11.14 1154 1246 O
SHM200-RN2-2.5-20-0.3-K 0.3 20 60 191 20.74 21.46 22.22 = = O
SHM200-RN2-2.5-30-0.3-K 30 70 1.32  31.08 32.15 - - - O
SHM200-RN2-2.5-10-0.5-K 23 10 2 240 50 N N 3.47 1040 10.75 11.12 1151 1241 O
SHM200-RN2-2.5-20-0.5-K 0.5 20 60 1.92 20.74 21.44 22.20 - - O
SHM200-RN2-2.5-30-0.5-K 30 70 1.33 31.07 32.14 = = = O
SHM200-RN2-3-6-0.1-K 6 50 7.40 6.25 6.47 6.70 695 750 O
SHM200-RN2-3-8-0.1-K 8 55 6.32 832 861 892 925 9.99 O
SHM200-RN2-3-12-0.1-K 12 60 489 1246 12.89 13.35 13.85 1496 O
SHM200-RN2-3-16-0.1-K 16 60 399 1659 17.17 17.78 18.45 19.94 O
SHM200-RN2-3-18-0.1-K 0L 18 65 3.65 1866 19.31 20.00 20.75 2242 O
SHM200-RN2-3-20-0.1-K 20 65 336 20.73 21.45 2222 23.05 2491 O
SHM200-RN2-3-30-0.1-K 30 5 242 31.06 32.14 33.30 34.55 - O
SHM200-RN2-3-35-0.1-K 35 80 212 36.23 37.49 38.84 40.29 = O
SHM200-RN2-3-6-0.2-K 6 50 7.46 6.25 6.46 6.69 693 748 O
SHM200-RN2-3-8-0.2-K 3 8 24 | 2488 55 ° N 6.36 832 860 891 923 997 O
SHM200-RN2-3-12-0.2-K 12 60 492 1245 12.88 13.34 13.83 1494 O
SHM200-RN2-3-16-0.2-K 02 16 60 400 16.59 17.16 17.77 1843 1991 O
SHM200-RN2-3-18-0.2-K 18 65 3.66 18.66 19.30 19.99 20.73 2240 O
SHM200-RN2-3-20-0.2-K 20 65 338  20.72 21.44 2221 23.03 24.88 O
SHM200-RN2-3-30-0.2-K 30 75 243 31.06 32.14 33.29 34.53 - O
SHM200-RN2-3-35-0.2-K 35 80 2.13  36.23 37.48 38.83 40.28 = @)
SHM200-RN2-3-6-0.3-K 03 6 50 7.53 6.24 6.46 668 692 746 O
SHM200-RN2-3-8-0.3-K 8 55 6.41 832 860 890 922 994 O
@Stock OAvailable upon Order R Tol

R +0.005

Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2

2 Flutes with Extended Neck, Corner Radius

i S
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L
1~5°
Back taper on peripheral edge
= @] U L U
Please refer to page 167
) Continue
oemgoote M ek Tt ek OuemlStonk oy e ot aangir
D effth K d . d4 R 8 T T .
05 1° 15 2 3

SHM200-RN2-3-12-0.3-K 12 60 494 1245 12.87 1333 13.82 1491 O
SHM200-RN2-3-16-0.3-K 16 60 402 1659 17.15 17.76 18.42 19.89 O
SHM200-RN2-3-18-0.3-K 18 65 3.68  18.65 19.29 19.98 20.72 2237 O
SHM200-RN2-3-20-0.3-K 03 20 65 339 20.72 21.43 2220 23.02 2486 O
SHM200-RN2-3-30-0.3-K 30 75 243 3106 3213 3328 3452 - O
SHM200-RN2-3-35-0.3-K 35 80 2.13 3623 37.48 3882 4026 - O
SHM200-RN2-3-8-0.5-K 8 55 651 831 858 887 919 989 O
SHM200-RN2-3-12-0.5-K 12 60 5.00 12.44 12.86 1331 13.79 1487 O
SHM200-RN2-3-16-0.5-K 16 60 406 1658 17.14 17.74 1839 19.84 O
SHM200-RN2-3-18:0.5-K 05 18 24 | 208 65 6 | 4 3.71 1865 19.28 19.96 20.69 2233 O
SHM200-RN2-3-20-0.5-K 20 65 342 2071 21.42 2217 22.99 2481 O
SHM200-RN2-3-30-0.5-K 30 75 245 31.05 3212 3326 3449 - O
SHM200-RN2-3-35-0.5-K 35 80 2.14 3622 37.46 3880 4023 - O
SHM200-RN2-3-8-1-K 8 55 676 829 855 882 911 977 O
SHM200-RN2-3-12-1-K 12 60 515 1243 12.83 1325 13.71 1474 O
SHM200-RN2-3-16-1-K 16 60 416 1656 17.10 17.69 1831 19.72 O
SHM200-RN2-3-18-1-K 1 18 65 3.79 18,63 19.24 19.90 20.61 2220 O
SHM200-RN2-3-20-1-K 20 65 349 2070 21.38 22.12 22.91 2469 O
SHM200-RN2-3-30-1-K 30 75 248 31.03 32.08 3320 3441 - O
SHM200-RN2-3-35-1-K 35 80 217 3620 37.43 3874 4016 - O
SHM200-RN2-4-8-0.1-K 8 55 490 831 859 890 923 997 O
SHM200-RN2-4-12-0.1-K 12 60 3.66 12.44 12.87 1333 13.83 1494 O
SHM200-RN2-4-16-0.1-K 40 16 32 ) 386 60 614 291 1657 17.15 17.76 1843 - O
SHM200-RN2-4-20-0.1-K 20 65 242 2071 2143 2220 2303 - O

@Stock OAvailable upon Order R Tol
+0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2 =

2 Flutes with Extended Neck, Corner Radius Interforenc angle 8

The effective Draft angle
under-neck length

5y Neck R |
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Please refer to page 167

) Continue
osemgoode M ek Tt ek QrmiStonk oy st ot angir
D neth™ o w2 C 4 R 8 T T .
0.5 1 1.5 2 3
SHM200-RN2-4-30-0.1-K 30 75 1.71 31.05 32.12 33.28 - - O
SHM200-RN2-4-35-0.1-K 0.1 35 80 1.49 36.21 37.47 = = = O
SHM200-RN2-4-45-0.1-K 45 90 1.18 46.55 48.17 - - - O
SHM200-RN2-4-8-0.2-K 8 55 4.94 830 858 889 921 994 O
SHM200-RN2-4-12-0.2-K 12 60 3.68 12.44 12.86 13.32 13.81 1492 O
SHM200-RN2-4-16-0.2-K 16 60 2.93 16.57 17.14 17.75 18.41 ® @)
SHM200-RN2-4-20-0.2-K 0.2 20 65 2.43 20.71 21.42 22.19 23.01 - O
SHM200-RN2-4-30-0.2-K 30 75 171 31.04 32.12 33.27 - - O
SHM200-RN2-4-35-0.2-K 35 80 1.49 36.21 37.47 - - - O
SHM200-RN2-4-45-0.2-K 45 90 1.18 46.55 48.16 = = = O
SHM200-RN2-4-8-0.3-K 8 55 4.99 830 858 888 920 992 O
SHM200-RN2-4-12-0.3-K 4 12 32 | 3.86 60 6 4 3.70 1243 12.86 13.31 13.80 14.89 O
SHM200-RN2-4-16-0.3-K 16 60 2.94 16.57 17.13 17.74 18.40 - O
SHM200-RN2-4-20-0.3-K 0.3 20 65 244  20.70 21.41 22.18 23.00 = O
SHM200-RN2-4-30-0.3-K 30 75 1.72 31.04 32.11 33.26 - - O
SHM200-RN2-4-35-0.3-K 35 80 1.49 36.21 37.46 = = = O
SHM200-RN2-4-45-0.3-K 45 90 1.19 46.54 48.16 - - - O
SHM200-RN2-4-12-0.5-K 12 60 3.75 12,43 12.84 1329 13.77 14.84 O
SHM200-RN2-4-16-0.5-K 16 60 2.97 16.56 17.12 17.72 18.37 - O
SHM200-RN2-4-20-0.5-K 20 65 2.47 20.70 21.40 22.15 22.97 = O
SHM200-RN2-4-30-0.5-K 05 30 75 1.73 31.03 32.10 33.24 - - O
SHM200-RN2-4-35-0.5-K 35 80 1.50 36.20 37.44 = = = O
SHM200-RN2-4-45-0.5-K 45 90 1.19 46.54 48.14 - - - O
SHM200-RN2-4-12-1-K 1 12 60 3.88 12,41 12.81 1323 13.69 1472 O
@Stock OAvailable upon Order R Tol
R +0.005

Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2

2 Flutes with Extended Neck, Corner Radius
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Back taper on peripheral edge
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Please refer to page 167
) Continue
ongoote M ek e Nk Oremltank o et ool iahnger
D e[‘lgth lc | d2 | L | d |R § T . T )
0.5 1 15 2 3

SHM200-RN2-4-16-1-K 16 60 3.05 1654 17.09 17.67 1829 19.70 O
SHM200-RN2-4-20-1-K 20 65 252 2068 2136 2210 2289 - O
SHM200-RN2-4-30-1-K 4 1 30 32 38 75 6 4 | 175 31.02 32.06 33.18 - -0
SHM200-RN2-4-35-1-K 35 80 152  36.18 37.41 3873 - - | ©
SHM200-RN2-4-45-1-K 45 90 120 4652 4811 - - - O
SHM200-RN2-5-20-0.1-K 20 65 132 2070 21.42 - - - O
SHM200-RN2-5-40-0.1-K 01 40 85 0.69 4138 - - - - O
SHM200-RN2-5-20-0.2-K 20 65 132 2070 2141 - - - | ©
SHM200-RN2-5-40-0.2-K 02 40 85 0.69 4137 - - - - O
SHM200-RN2-5-20-0.3-K 20 65 133 20.69 21.41 - - - | ©
sHM200RN2-5-40-03Kk 0 a0 T M e Ot s a1z - - - - 0O
SHM200-RN2-5-20-0.5-K s 20 65 1.34 2069 2139 - - - O
SHM200-RN2-5-40-0.5-K 40 85 070 4136 - - - - O
SHM200-RN2-5-20-1-K 20 65 1.38  20.67 21.36 - - - O
SHM200-RN2-5-40-1-K ' 40 85 071 4134 - - - - O
SHM200-RN2-6-12-0.1-K 12 50 - - - - - - O
SHM200-RN2-6-18-0.1-K 18 60 - - - - - - O
SHM200-RN2-6-24-0.1-K 0.1 24 70 - - - - - - O
SHM200-RN2-6-35-0.1-K 35 80 - - - - - - O
SHM200-RN2-6-55-0.1-K | 6 55 | 48 585 100 6 @ - - - - - - - O
SHM200-RN2-6-12-0.2-K 12 50 - - - - - - O
SHM200-RN2-6-18-0.2-K - 18 60 - - - - - - O
SHM200-RN2-6-24-0.2-K 24 70 - - - - - - O
SHM200-RN2-6-35-0.2-K 35 80 - - - - - - O

@Stock OAvailable upon Order R Tol
+0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN2 =

2 Flutes with Extended Neck, Corner Radius Interforenc angle 8

The effective Draft angle
under-neck length

15y Neck R /
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Please refer to page 167

) Continue
The effecti der-neck length
) Mill L:\Ir:fcir Flute Neck Overall Shank . Interference feot:tﬁg\ll\:r:ig:szrrar':c:(;ngelgsg
Ordering Code Dia. R [P Length Dia. Length Dia. Angle Stock
D g @ ¢ 4 R 6
L1 o o o o o
0.5 1 1.5 2 3
SHM200-RN2-6-55-0.2-K 02 55 100 - - - - - - O
SHM200-RN2-6-12-0.3-K 12 50 - - - = = . O
SHM200-RN2-6-18-0.3-K 18 60 - - - - - - O
SHM200-RN2-6-24-0.3-K 03 24 70 - - - - = = O
SHM200-RN2-6-35-0.3-K 35 80 - - - - - - O
SHM200-RN2-6-55-0.3-K 55 100 - - - - = = O
SHM200-RN2-6-18-0.5-K 18 60 - - - - - - O
6 48 585 6 -
SHM200-RN2-6-24-0.5-K 05 24 70 - - - - = s O
SHM200-RN2-6-35-0.5-K ’ 35 80 - - - - - - O
SHM200-RN2-6-55-0.5-K 55 100 - - - - = = O
SHM200-RN2-6-18-1-K 18 60 - - - - - - O
SHM200-RN2-6-24-1-K 1 24 70 - - - - = s O
SHM200-RN2-6-35-1-K 35 80 - - - - - - O
SHM200-RN2-6-55-1-K 55 100 - - - - = = O
@Stock OAvailable upon Order el
+0.005
Unit(mm)

Recommended Cutting Data * P599
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SHM200-RN4

4 Flutes with Extended Neck, Corner Radius

r:£0. 005mm
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Please refer to page 167
The effecti der-neck length
i Mill L:\ll?:ir Flute Neck Overall Shank Neck Interference E,ftﬁg\l,\;?ig:szrr;?;ngelzsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
D ength™ " g3 L 4 R 3
L1 o o o o o
0.5 1 1.5 2 3
SHM200-RN4-1-4-0.05-K 4 50 875 427 447 465 482 521 O
SHM200-RN4-1-6-0.05-K 6 50 728 637 663 686 7.12 7.69 O
SHM200-RN4-1-8-0.05-K 8 50 6.23 845 876 9.08 9.42 10.18 O
SHM200-RN4-1-10-0.05-K 0.05 10 50 545 10.53 10.90 11.30 11.72 12,67 O
SHM200-RN4-1-12-0.05-K 12 60 484 12.61 13.04 13.51 14.02 1515 O
SHM200-RN4-1-16-0.05-K 16 60 3.95 16.74 17.32 17.95 18.62 20.12 O
SHM200-RN4-1-20-0.05-K 1 20 08 | 0.96 60 . . 3.34  20.88 21.60 22.38 23.22 2510 O
SHM200-RN4-1-4-0.1-K 4 750 880 426 447 464 481 519 O
SHM200-RN4-1-6-0.1-K 6 50 731 637 662 686 7.11 7.68 O
SHM200-RN4-1-8-0.1-K 8 50 6.25 845 876 9.07 941 1017 O
SHM200-RN4-1-10-0.1-K 0.1 10 50 546  10.53 10.90 11.29 11.71 1265 O
SHM200-RN4-1-12-0.1-K 12 60 485 12.60 13.04 13.51 14.01 15.14 O
SHM200-RN4-1-16-0.1-K 16 60 3.96 16.74 17.32 17.94 18.61 20.11 O
SHM200-RN4-1-20-0.1-K 20 60 3.35 20.87 21.60 22.37 23.21 25.08 O
SHM200-RN4-1.5-4-0.05-K 4 50 8.12 423 442 459 476 514 O
SHM200-RN4-1.5-8-0.05-K 8 50 560 841 871 9.02 936 1011 O
SHM200-RN4-1.5-12-0.05-K 0.05 12 60 427 12,55 12,99 13.46 1396 15.09 O
SHM200-RN4-1.5-15-0.05-K 15 60 3.62 15.65 16.20 16.78 17.41 1882 O
SHM200-RN4-1.5-20-0.05-K 20 60 2.89 20.82 21.55 22.32 2316 - O
15 12 142 4 4
SHM200-RN4-1.5-4-0.1-K 4 50 8.17 423 442 458 475 513 O
SHM200-RN4-1.5-8-0.1-K 8 50 562 841 871 9.02 935 1010 O
SHM200-RN4-1.5-12-0.1-K 0.1 12 60 428 12,55 12.98 13.45 13.95 15.07 O
SHM200-RN4-1.5-15-0.1-K 15 60 3.63 15.65 16.19 16.77 17.40 18.80 O
SHM200-RN4-1.5-20-0.1-K 20 60 290 20.82 21.54 2232 2315 - O
@Stock OAvailable upon Order Tol
R +0.005
0
-0.01
Unit(mm)

Recommended Cutting Data ¥ P621
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SHM200-RN4

4 Flutes with Extended Neck, Corner Radius Interforonce angle o

The effective
under—neck length

Draft angle

e f38°

Please refer to page 167

15 Neck R /

) Continue
orerngoote B ek e ek Qe Stonk o e G
D enethtic @ L od R 6 T T T .
0.5 1 1.5 2 3

SHM200-RN4-2-4-0.05-K 4 50 8.75 427 447 465 482 521 O
SHM200-RN4-2-6-0.05-K 6 50 7.28 6.37 6.63 686 7.12 7.69 O
SHM200-RN4-2-8-0.05-K 0.05 8 50 6.23 8.45 876 9.08 9.42 1018 O
SHM200-RN4-2-12-0.05-K 12 60 545 1053 10.90 11.30 11.72 12,67 O
SHM200-RN4-2-16-0.05-K 16 60 484 12,61 13.04 13.51 14.02 1515 O
SHM200-RN4-2-20-0.05-K 20 60 395 1674 17.32 17.95 18.62 20.12 O
SHM200-RN4-2-4-0.1-K 4 50 334 20.88 21.60 22.38 23.22 25.10 O
SHM200-RN4-2-6-0.1-K 6 50 8.80 426 447 464 481 519 O
SHM200-RN4-2-8-0.1-K 01 8 50 7.31 6.37 6.62 6.86 7.11 7.68 O
SHM200-RN4-2-12-0.1-K 12 60 6.25 845 876 9.07 941 1017 O
SHM200-RN4-2-16-0.1-K 16 60 5.46 10.53 10.90 11.29 11.71 12,65 O
SHM200-RN4-2-20-0.1-K 5 20 16 | 10 60 A 4 4.85 12.60 13.04 13.51 14.01 15.14 O
SHM200-RN4-2-4-0.2-K 4 50 3.96 16.74 17.32 17.94 18.61 20.11 O
SHM200-RN4-2-6-0.2-K 6 50 335  20.87 21.60 22.37 23.21 25.08 O
SHM200-RN4-2-8-0.2-K 8 50 8.12 423 442 459 476 514 O
SHM200-RN4-2-12-0.2-K 12 60 5.60 841 871 9.02 936 1011 @
SHM200-RN4-2-16-0.2-K 02 16 60 427 1255 1299 13.46 13.96 15.09 O
SHM200-RN4-2-20-0.2-K 20 60 3.62 1565 16.20 16.78 17.41 1882 O
SHM200-RN4-2-25-0.2-K 25 70 2.89 20.82 21.55 22.32 23.16 - O
SHM200-RN4-2-30-0.2-K 30 70 8.17 423 442 458 475 513 O
SHM200-RN4-2-4-0.3-K 4 50 5.62 841 871 9.02 935 1010 O
SHM200-RN4-2-8-0.3-K 03 8 50 428 1255 1298 13.45 13.95 1507 O
SHM200-RN4-2-12-0.3-K 12 60 3.63 1565 16.19 16.77 17.40 1880 O
SHM200-RN4-2-16-0.3-K 16 60 2.90 20.82 21.54 22.32 23.15 = @)

@Stock OAvailable upon Order Tol
R +0.005
p .01
Unit(mm)

Recommended Cutting Data * P621
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SHM200-RN4

4 Flutes with Extended Neck, Corner Radius

r:+0. 005mm

Tolerance on Corner radius r
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Ordering Code gl:a" R F\lliir Ll:elrtlé‘fh I\'l)elgk Et\elsgl!ml SB?aer e InteArlEegrlznce Thgﬁ?ﬁgt\;\a{iigEsgrr_anffgl:‘lgizgth Stock
D ngth™ic @ L od R § T .
0.5 1 1.5 2 3
SHM200-RN4-2-20-0.3-K 03 | 20 60 244 20.77 21.49 22.25 23.08 - O
SHM200-RN4-2-4-0.5-K 4 50 7.76 419 435 450 465 498 O
SHM200-RN4-2-6-0.5-K 6 50 6.11 6.28 650 6.71 6.95 747 O
SHM200-RN4-2-8-0.5-K 8 50 5.04 836 8.64 893 925 996 O
SHM200-RN4-2-12-0.5-K 2 05 12 16 192 50 4 4 3.73 12,50 12.92 13.36 13.85 1493 O
SHM200-RN4-2-16-0.5-K 16 60 296 16.63 17.19 17.80 18.45 - [ J
SHM200-RN4-2-20-0.5-K 20 60 246  20.77 21.47 22.23 23.05 - O
SHM200-RN4-2-25-0.5-K 25 60 2.03 2594 26.82 27.77 28.719 - O
SHM200-RN4-2-30-0.5-K 30 50 172 3110 32.17 3331 - - O
SHM200-RN4-2.5-8-0.1-K 8 50 3.98 834 8.63 894 927 1002 O
SHM200-RN4-2.5-16-0.1-K 0.1 16 50 229 16.62 17.19 17.81 18.47 - O
SHM200-RN4-2.5-20-0.1-K 20 50 1.89  20.75 21.47 2224 - = O
SHM200-RN4-2.5-8-0.2-K 8 60 4.02 834 863 893 926 999 O
SHM200-RN4-2.5-16-0.2-K 02 | 16 60 230 16.61 17.18 17.80 18.46 - O
SHM200-RN4-2.5-20-0.2-K > 20 2 4 60 ! ! 190 20.75 21.46 22.23 - - O
SHM200-RN4-2.5-12-0.3-K 12 50 295 1247 1290 13.35 13.84 - O
SHM200-RN4-2.5-20-0.3-K 03 20 50 191  20.74 21.46 2222 - - O
SHM200-RN4-2.5-12-0.5-K 12 60 299 1247 12.88 13.33 1381 - O
SHM200-RN4-2.5-20-0.5-K 0 20 60 192 20.74 21.44 2220 - - O
SHM200-RN4-3-8-0.1-K 8 60 6.32 832 861 892 925 999 O
SHM200-RN4-3-16-0.1-K o1 16 50 399 16.59 17.17 17.78 18.45 1994 O
SHM200-RN4-3-25-0.1-K 3 25 | 24 288 50 6 4 2.82 2590 26.79 27.76 28.80 - O
SHM200-RN4-3-30-0.1-K 30 60 242  31.06 32.14 33.30 3455 - O
SHM200-RN4-3-8-0.2-K 0.2 8 60 6.36 832 860 891 923 997 O
@Stock OAvailable upon Order Tol
R +0.005
D .01

Unit(mm)

Recommended Cutting Data ¥ P621
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SHM200-RN4

4 Flutes with Extended Neck, Corner Radius Interforonce angle o

The effective
under—neck length

Draft angle
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Please refer to page 167
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0.5 1 1.5 2 3
SHM200-RN4-3-12-0.2-K 12 60 4.92 12,45 12.88 13.34 13.83 1494 O
SHM200-RN4-3-16-0.2-K 16 60 4.00 16.59 17.16 17.77 1843 1991 O
SHM200-RN4-3-20-0.2-K 02 20 70 3.38 20.72 21.44 22.21 23.03 24.88 O
SHM200-RN4-3-25-0.2-K 25 70 2.82 25.89 26.79 27.75 28.78 = O
SHM200-RN4-3-30-0.2-K 30 80 2.43 31.06 32.14 33.29 34.53 - O
SHM200-RN4-3-8-0.3-K 8 60 6.41 832 860 890 922 994 O
SHM200-RN4-3-16-0.3-K 16 60 4.02 16.59 17.15 17.76 18.42 19.89 O
SHM200-RN4-3-20-0.3-K 03 20 70 3.39 20.72 21.43 22.20 23.02 24.86 O
SHM200-RN4-3-25-0.3-K 3 25 24 288 170 6 4 2.83 25.89 26.78 27.74 28.77 - O
SHM200-RN4-3-30-0.3-K 30 80 243 31.06 32.13 33.28 34.52 - O
SHM200-RN4-3-8-0.5-K 8 60 6.51 831 858 887 9.19 9.8 O
SHM200-RN4-3-12-0.5-K 12 60 5.00 12.44 12.86 13.31 13.79 14.87 O
SHM200-RN4-3-16-0.5-K 16 60 4.06 16.58 17.14 17.74 1839 19.84 O
SHM200-RN4-3-20-0.5-K 0.5 20 70 3.42 20.71 21.42 22.17 2299 2481 O
SHM200-RN4-3-25-0.5-K 25 70 2.85 25.88 26.77 27.72 28.74 - o
SHM200-RN4-3-30-0.5-K 30 80 2.45 31.05 32.12 33.26 34.49 = O
SHM200-RN4-3-35-0.5-K 35 80 2.14 36.22 37.46 38.80 40.23 - O
SHM200-RN4-4-12-0.1-K 12 60 3.66 12.44 12.87 13.33 13.83 14.94 O
SHM200-RN4-4-20-0.1-K 20 60 2.42 20.71 21.43 22.20 23.03 - O
SHM200-RN4-4-30-0.1-K 01 30 80 1.71 31.05 32.12 33.28 = = O
SHM200-RN4-4-40-0.1-K 4 40 32 386 80 6 4 1.32 41.38 42.82 - - - O
SHM200-RN4-4-12-0.2-K 12 60 3.68 12.44 12.86 13.32 13.81 14.92 O
SHM200-RN4-4-20-0.2-K 02 20 60 2.43 20.71 21.42 22.19 23.01 - O
SHM200-RN4-4-30-0.2-K 30 80 1.71 31.04 32.12 33.27 = = O
@Stock OAvailable upon Order Tol
R +0.005
D 801

Unit(mm)

Recommended Cutting Data * P621
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SHM200-RN4

4 Flutes with Extended Neck, Corner Radius

r:+0. 005mm

Tolerance on Corner radius r
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D neth™i e @ L 4 R 8 T . T .
0.5 1 1.5 2 3
SHM200-RN4-4-40-0.2-K 0.2 40 80 132 4138 4281 - - - O
SHM200-RN4-4-12-0.3-K 12 60 370 12.43 12.86 13.31 13.80 1489 O
SHM200-RN4-4-20-0.3-K 20 60 244 20.70 21.41 22.18 23.00 - O
SHM200-RN4-4-30-0.3-K 03 30 80 1.72  31.04 32.11 3326 - = O
SHM200-RN4-4-40-0.3-K = 4 40 32 386 80 6 4 132 4138 4281 - - - O
SHM200-RN4-4-12-0.5-K 12 60 3.75 12.43 12.84 13.29 13.77 14.84 O
SHM200-RN4-4-20-0.5-K 05 20 60 247  20.70 21.40 22.15 2297 - O
SHM200-RN4-4-30-0.5-K 30 80 1.73  31.03 32.10 3324 - - O
SHM200-RN4-4-40-0.5-K 40 80 133 4137 4279 - - - O
SHM200-RN4-5-20-0.1-K 01 20 70 132 20.70 2142 - = = O
SHM200-RN4-5-40-0.1-K 40 90 0.69 4138 - - - - O
SHM200-RN4-5-20-0.2-K 20 70 1.32 20.70 21.41 = = = O
SHM200-RN4-5-40-0.2-K 02 40 90 0.69 4137 - - - - O
SHM200-RN4-5-20-0.3-K 20 70 133 20.69 2141 - = = O
SHM200-RN4-5-40-0.3-K > 03 40 448 90 ° N 0.69 4137 - - - - O
SHM200-RN4-5-20-0.5-K 05 20 70 134 20.69 2139 - = = O
SHM200-RN4-5-40-0.5-K 40 90 0.70 4136 - - - - O
SHM200-RN4-5-20-1-K 1 20 70 1.38  20.67 2136 - = = O
SHM200-RN4-5-40-1-K 40 90 0.71 41.34 - - - - O
SHM200-RN4-6-30-0.2-K 30 80 - = = = = - O
SHM200-RN4-6-54-0.2-K 0.2 54 100 - - - - - - O
SHM200-RN4-6-72-0.2-K = 6 72 48 585 120 6 4 = = = = = = O
SHM200-RN4-6-30-0.3-K 03 30 80 - - - - - - O
SHM200-RN4-6-54-0.3-K 54 100 = = = = = = O
@Stock OAvailable upon Order Tol
R +0.005
D .01
Unit(mm)

Recommended Cutting Data ¥ P621
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SHM200-RN4

4 Flutes with Extended Neck, Corner Radius

Under Neck Length

Interference angle 0

The effective
under—neck length

Draft angle
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The effecti der-neck length
. Mill l:\llciir Flute Neck Overall Shank ) Interference E)?tﬁg \I/\elliigzsfi:;‘(te;ngelgsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d 0
0.5° 1° 1.5° 2° 3°
SHM200-RN4-6-72-0.3-K 03 72 120 - - - - - - O
SHM200-RN4-6-30-0.5-K 30 80 - - - - = = @)
SHM200-RN4-6-54-0.5-K 0.5 54 100 - - - - - - O
SHM200-RN4-6-72-0.5-K 6 72 48 585 120 6 4 - - - = = = O
SHM200-RN4-6-30-1-K 30 80 - - - - - - O
SHM200-RN4-6-54-1-K 1 54 100 - = = = = - O
SHM200-RN4-6-72-1-K 72 120 - - - - - - O
@Stock OAvailable upon Order Tol
R +0.005
D 0
-0.01
Unit(mm)

Recommended Cutting Data * P621
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SHM200-BN2

2 Flutes with Extended Neck, Ballnose
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The effecti der-neck length
) Mill lf\lr:adcelz(r Flute Neck Overall Shank o Interference Foftﬁ;\l,\ﬁigﬂsgl;anffgngeigg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d ]
0.5° 1° 1.5° 2° 3°
SHM200-BN2-0.1-0.2-K 0.2 14.66 02 021 022 024 026 O
SHM200-BN2-0.1-0.3-K 0.1 0.05 0.3 0.08 0.08 50 4 1 1448 031 033 034 036 039 O
SHM200-BN2-0.1-0.5-K 0.5 1412 052 055 057 059 064 @
SHM200-BN2-0.2-0.5-K 0.5 1421 051 053 055 057 061 @
SHM200-BN2-0.2-0.75-K 0.75 13.77 078 0.8 083 086 092 O
SHM200-BN2-0.2-1-K 1 1336 1.04 107 111 115 123 O
SHM200-BN2-0.2-1.25-K 1.25 12.97 13 134 139 143 154 O
02 0.1 0.16 0.17 50 4 1
SHM200-BN2-0.2-1.5-K 1.5 12.6 156 161 166 172 185 O
SHM200-BN2-0.2-2-K 2 11.92 207 214 222 23 248 O
SHM200-BN2-0.2-2.5-K 2.5 1131 259 268 277 287 31 O
SHM200-BN2-0.2-3-K 3 10.76  3.11 321 333 345 372 O
SHM200-BN2-0.3-0.5-K 0.5 1417 052 055 057 06 066 @
SHM200-BN2-0.3-0.75-K 0.75 13.72 079 0.83 0.87 091 098 O
SHM200-BN2-0.3-1-K 1 133 1.05 111 116 12 129 O
SHM200-BN2-0.3-1.25-K 1.25 12.9 132 138 144 15 161 O
0.3 | 0.15 0.24 027 50 4 2
SHM200-BN2-0.3-1.5-K 1.5 1253 158 166 172 178 192 O
SHM200-BN2-0.3-2-K 2 11.84 211 22 228 236 254 O
SHM200-BN2-0.3-2.5-K 2.5 1122 2,63 274 283 293 316 @
SHM200-BN2-0.3-3-K 3 10.66 3.15 327 339 351 378 O
SHM200-BN2-0.4-0.75-K 0.75 13.78 078 082 0.8 09 097 @
SHM200-BN2-0.4-1-K 1 1334 105 11 115 119 128 O
SHM200-BN2-0.4-1.5-K 04 02 15 032 037 50 4 2 1255 158 165 172 178 19 O
SHM200-BN2-0.4-2-K 2 11.84 211 219 227 235 253 O
SHM200-BN2-0.4-2.5-K 2.5 11.2 263 273 283 293 315 O
@Stock OAvailable upon Order R Tol
R<1.0 +0.003
R>1.0 +0.005

Unit (mm)

Recommended Cutting Data ¥ P626
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SHM200-BN2 ~

2 Flutes with Extended Neck, Ballnose Interference angle 0

The effective Draft angle
under-neck length —

| 20| U
Under Neck Length ' TIAISIN
° Helix Ballnose

Please refer to page 167

15 Neck R
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The effecti der-neck length
) Mill L'J\lr:adcelz(r Flute Neck Overall Shank o Interference fiﬁtﬁ; J\;igzszrranffgngelgsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d 0
0.5° 1° 1.5° 2° 3°
SHM200-BN2-0.4-3-K 3 1063 315 327 338 35 377 O
SHM200-BN2-0.4-3.5-K 3.5 10.12 367 3.8 394 408 439 @
04 0.2 0.32 037 50 4 2
SHM200-BN2-0.4-4-K 4 9.65 419 434 449 465 501 @
SHM200-BN2-0.4-4.5-K 4.5 9.22 471 487 5.04 523 563 O
SHM200-BN2-0.5-1-K 1 1339 1.05 109 114 119 127 O
SHM200-BN2-0.5-1.5-K 1.5 1256 158 165 171 177 189 O
SHM200-BN2-0.5-2-K 2 11.83 2.1 219 227 234 251 @
SHM200-BN2-0.5-2.5-K 2.5 11.18 263 273 282 292 314 O
SHM200-BN2-0.5-3-K 3 10.6 315 327 338 349 376 @
0.5 0.25 0.4 047 50 4 2
SHM200-BN2-0.5-4-K 4 9.6 4.19 434 448 4.64 5 @
SHM200-BN2-0.5-5-K 5 8.77 523 541 559 579 624 O
SHM200-BN2-0.5-5.5-K 5.5 8.4 575 594 6.15 637 68 O
SHM200-BN2-0.5-6-K 6 8.07 6.27 648 67 694 749 O
SHM200-BN2-0.5-8-K 8 6.96 833 862 892 924 997 O
SHM200-BN2-0.6-1-K 1 1315  1.07 114 12 127 141 O
SHM200-BN2-0.6-2-K 2 11.61 215 228 239 25 27 @
SHM200-BN2-0.6-2.5-K 2.5 1096 268 284 297 3.09 332 O
SHM200-BN2-0.6-3-K 3 1038 322 339 354 367 39 @
SHM200-BN2-0.6-3.5-K 35 9.86 375 394 41 425 457 @
0.6 0.3 0.48 057 50 4 4
SHM200-BN2-0.6-4-K 4 9.39 428 448 466 482 519 @
SHM200-BN2-0.6-4.5-K 4.5 8.97 481 503 521 54 581 O
SHM200-BN2-0.6-5-K 5 8.57 533 557 577 597 643 O
SHM200-BN2-0.6-5.5-K 5.5 8.22 586 6.11 632 655 7.05 O
SHM200-BN2-0.6-6-K 6 7.89 638 664 687 712 767 O
@Stock OAvailable upon Order R Tol
R<1.0 +0.003
R>1.0 +0.005
Unit (mm)

Recommended Cutting Data ¥ P626
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SHM200-BN2

2 Flutes with Extended Neck, Ballnose
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The effecti der-neck length
. Mill l:\lr;ciir Flute Neck Overall Shank .\ Interference ?oftﬁ:\l,\;?igﬂsgl;anff;nggsg
Ordering Code Dia. R Length Dia. Length Dia. Angle Stock
D Length™ o™ ' "L 4 R 8
- o | e o | 90 "
0.5 1 1.5 2 3
SHM200-BN2-0.6-7-K 7 73 743 771 798 827 892 O
SHM200-BN2-0.6-8-K 8 6.79 8.48 878 9.09 942 1016 O
SHM200-BN2-0.6-9-K 06 03 9 048 057 50 4 4 6.35 9.52 9.85 10.2 10.57 114 O
SHM200-BN2-0.6-10-K 10 597 10.56 10.92 11.31 11.72 1265 O
SHM200-BN2-0.6-12-K 12 532 12,63 13.06 13.52 14.02 1513 O
SHM200-BN2-0.7-2-K 2 11.6 214 227 239 249 269 O
SHM200-BN2-0.7-4-K 4 9.33 427 448 465 481 518 O
0.7 | 0.35 0.56 0.67 50 4 4
SHM200-BN2-0.7-6-K 6 7.81 6.38 6.64 687 711 7.66 O
SHM200-BN2-0.7-8-K 8 6.71 8.47 878 9.09 941 1015 O
SHM200-BN2-0.8-2-K 2 11.64 212 224 235 245 263 @
SHM200-BN2-0.8-4-K 4 9.3 425 444 461 477 512 O
SHM200-BN2-0.8-5-K 5 8.45 53 553 572 592 636 O
08 | 04 0.64 0.76 50 4 4
SHM200-BN2-0.8-6-K 6 7.74 635 6.6 683 707 761 O
SHM200-BN2-0.8-8-K 8 6.63 8.44 874 9.04 937 1009 O
SHM200-BN2-0.8-10-K 10 5.8 10.52 10.88 11.26 11.67 1258 O
SHM200-BN2-0.9-2-K 2 11.63 212 223 234 244 262 O
SHM200-BN2-0.9-4-K 4 9.24 425 444 46 476 511 O
09 | 0.45 0.72 0.86 50 4 4
SHM200-BN2-0.9-6-K 6 7.66 635 6.6 682 706 76 O
SHM200-BN2-0.9-8-K 8 6.54 8.44 874 9.04 936 1008 O
SHM200-BN2-1-2-K 2 50 11.62 212 223 233 243 261 @
SHM200-BN2-1-3-K 3 50 1025 318 334 348 36 38 @
SHM200-BN2-1-4-K 1 0.5 4 0.8 096 50 4 4 9.17 424 443 46 475 51 @
SHM200-BN2-1-5-K 5 50 8.29 53 552 571 59 634 @
SHM200-BN2-1-6-K 6 50 7.57 6.35 659 6.81 7.05 758 @
@Stock OAvailable upon Order R Tol
R<1.0 +0.003
R>1.0 +0.005
Unit (mm)

Recommended Cutting Data ¥ P626
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SHM200-BN2 ~

2 Flutes with Extended Neck, Ballnose Interference angle 0

The effective Draft angle
under-neck length L —

R ——— 20| U
Under Neck Length ' TIAISIN
° Helix Ballnose

Please refer to page 167

15 Neck R

) Continue
The effecti der-neck length
; Mill l:\llciir Flute Neck Overall Shank . Interference feoftﬁ; \I,\éfigsszl;ar}?gngﬁgsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d 0
0.5° 1° 1.5° 2° 3°
SHM200-BN2-1-7-K 7 50 6.96 739 766 792 82 883 O
SHM200-BN2-1-8-K 8 50 6.44 8.44 873 9.03 935 10.07 @
SHM200-BN2-1-9-K 9 50 5.99 948 9.8 10.14 105 1131 O
SHM200-BN2-1-10-K 10 50 5.6 10.52 10.87 11.25 11.65 12.56 @
SHM200-BN2-1-12-K 12 55 4.96 12.59 13.01 13.46 13.95 15.04 @
1 0.5 0.8  0.96 4 4
SHM200-BN2-1-13-K 13 55 4.69 13.62 14.08 14.57 151 1629 O
SHM200-BN2-1-14-K 14 55 4.45 14.66 15.15 15.68 16.25 17.53 O
SHM200-BN2-1-16-K 16 55 4.03 16.73 17.29 179 18.55 20.01 O
SHM200-BN2-1-18-K 18 60 3.69 18.79 19.43 20.11 20.85 225 O
SHM200-BN2-1-20-K 20 60 3.4 20.86 21.57 22.33 23.15 2499 O
SHM200-BN2-1.1-2-K 2 1161 211 222 232 242 26 O
SHM200-BN2-1.1-4-K 4 9.09 424 443 459 474 508 O
SHM200-BN2-1.1-6-K 1.1 055 6 088 1.06 50 4 4 T1.47 634 659 681 7.04 757 O
SHM200-BN2-1.1-8-K 8 6.34 8.43 873 9.03 934 10.06 O
SHM200-BN2-1.1-10-K 10 5.5 10.51 10.87 11.24 11.64 12.54 O
SHM200-BN2-1.2-4-K 4 50 9.05 422 44 455 47 504 @
SHM200-BN2-1.2-8-K 8 50 6.25 841 87 899 93 1001 O
1.2 0.6 0.96  1.15 4 4
SHM200-BN2-1.2-10-K 10 50 541 10.49 10.84 11.21 116 125 O
SHM200-BN2-1.2-12-K 12 55 4.77 12.56 12.97 13.42 139 1498 O
SHM200-BN2-1.4-8-K 8 50 6.04 838 866 895 926 99 O
SHM200-BN2-1.4-12-K 14 07 12 112 134 55 4 4 4.56 12.53 12.94 13.38 13.86 14.93 O
SHM200-BN2-1.4-16-K 16 55 3.67 16.66 17.22 17.82 1846 199 O
SHM200-BN2-1.5-4-K 4 50 8.82 42 436 451 465 497 O
1.5 0.75 1.2 144 4 4
SHM200-BN2-1.5-6-K 6 50 7.08 6.29 652 673 695 746 O
@Stock OAvailable upon Order R Tol
R<1.0 +0.003
R>1.0 +0.005

Unit (mm)

Recommended Cutting Data ¥ P626
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SHM200-BN2

2 Flutes with Extended Neck, Ballnose

Neck R
m{‘c

R
|
T T5

L1

= P ) i g
=GRS E0

Please refer to page 167

) Continue
The effecti der-neck length
) Mill L:\lliir Flute Neck Overall Shank . Interference ?oftﬁg \',‘;‘ﬁigﬂsf,rra"ffgngﬂf
Ordering Code Dia. R | hLength Dia. Length Dia. Angle Stock
D ength™ o a4 R §
L1 o ° o o o
0.5 1 1.5 2 3
SHM200-BN2-1.5-8-K 8 50 5.92 838 866 895 9.25 994 O
SHM200-BN2-1.5-10-K 10 50 5.08 1046 10.8 11.16 1155 1243 O
SHM200-BN2-1.5-12-K 12 55 4.45 12.53 12,94 13.38 13.85 1492 O
SHM200-BN2-1.5-14-K 15 075 14 12 144 55 4 4 3.96 146 15.08 15.6 16.15 174 O
SHM200-BN2-1.5-16-K 16 55 3.57 16.66 17.22 17.81 1845 19.89 O
SHM200-BN2-1.5-18-K 18 60 3.25 18.73 19.36 20.03 20.75 2238 O
SHM200-BN2-1.5-20-K 20 60 2.98 20.8 21.5 2225 23.05 - O
SHM200-BN2-1.6-8-K 8 50 58 838 866 894 925 993 O
SHM200-BN2-1.6-12-K 12 55 434 1253 12.94 1337 13.85 149 O
SHM200-BN2-1.6-16-K 16 55 3.47 16.66 17.21 17.81 18.44 19.88 O
16 0.8 1.28 1.54 4 4
SHM200-BN2-1.6-20-K 20 60 2.89 20.8 21.49 2224 23.04 - O
SHM200-BN2-1.8-8-K 8 50 5.55 836 863 891 921 988 O
SHM200-BN2-1.8-12-K 8 55 4.11 125 1291 13.34 13.81 1485 O
SHM200-BN2-1.8-16-K 16 55 3.26 16.64 17.19 17.77 1841 1983 O
1.8 09 144 1.73 4 4
SHM200-BN2-1.8-20-K 20 60 2.7 20.77 21.46 22.21 23.01 - O
SHM200-BN2-2-3-K 3 50 9.72 311 322 332 342 362 O
SHM200-BN2-2-4-K 4 50 8.32 416 431 444 457 48 @
SHM200-BN2-2-6-K 6 50 6.46 6.26 646 666 687 735 @
SHM200-BN2-2-8-K 8 50 5.27 834 86 883 9.17 984 @
SHM200-BN2-2-10-K 2 1 10 16 192 50 4 4 4.46 10.41 10.74 11.09 1147 1232 @
SHM200-BN2-2-12-K 12 55 3.86 12.48 12.88 13.31 13.77 1481 @
SHM200-BN2-2-13-K 13 55 3.62 13.51 13.95 14.42 14.92 16.05 O
SHM200-BN2-2-14-K 14 55 3.4 1455 15.02 15.53 16.07 17.29 O
SHM200-BN2-2-16-K 16 55 3.04 16.62 17.16 17.74 1837 19.78 @
@Stock OAvailable upon Order R Tol
R<1.0 +0.003
R>1.0 +0.005
Unit (mm)

Recommended Cutting Data ¥ P626
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SHM200-BN2 ~

2 Flutes with Extended Neck, Ballnose Interference angle 0

The effective Draft angle
under-neck length —

R ——— 20| U
Under Neck Length ' TIAISIN
° Helix Ballnose

Please refer to page 167

15 Neck R

) Continue
The effecti der-neck length
) Mill l“:iir Flute Neck Overall Shank Neck Interference E)?tﬁg\ll\;?ig:szg‘sgngﬂsg
Ordering Code Dia. R L Length Dia. Length Dia. Angle Stock
ength R
D LT Lc d2 L d 0
0.5° 1° 1.5° 2° 3°
SHM200-BN2-2-18-K 18 60 275 18.68 193 19.96 20.67 - O
SHM200-BN2-2-20-K 20 60 2,51  20.75 21.44 22.18 2297 - O
SHM200-BN2-2-22-K 22 60 231  22.82 23.58 2439 2527 - O
SHM200-BN2-2-25-K 2 1 25 16 192 65 4 4 2.06 2592 26.79 27.72 28.72 - @)
SHM200-BN2-2-30-K 30 70 1.75 31.09 32.14 33.26 - - O
SHM200-BN2-2-35-K 35 75 152 36.26 37.48 38.8 - - O
SHM200-BN2-2-40-K 40 80 134 4142 4283 - - - O
SHM200-BN2-2.5-6-K 6 50 5.62 6.22 641 6.6 68 725 O
SHM200-BN2-2.5-10-K 10 50 3.69 10.37 10.69 11.03 114 1223 O
SHM200-BN2-2.5-15-K 15 55 2.59 15,54 16.04 16.58 17.15 - O
25 | 1.25 2 2.4 4 4
SHM200-BN2-2.5-20-K 20 60 199 20.71 2139 2212 - - O
SHM200-BN2-2.5-25-K 25 65 1.62 25.88 26.74 27.66 - = O
SHM200-BN2-2.5-30-K 30 70 136 31.05 32.09 - - - O
SHM200-BN2-3-8-K 8 55 7.04 827 851 877 9.04 965 O
SHM200-BN2-3-10-K 10 55 6.05 10.34 10.65 10.98 11.34 12.14 O
SHM200-BN2-3-13-K 13 60 5 13.44 13.86 14.31 14.79 1587 O
SHM200-BN2-3-16-K 16 60 426 16.55 17.07 17.63 1824 196 @
3 1.5 24 | 2.88 6 4
SHM200-BN2-3-20-K 20 65 3.56  20.68 21.35 22.07 22.84 2457 O
SHM200-BN2-3-25-K 25 70 295 2585 26.7 27.61 2859 @ - o
SHM200-BN2-3-30-K 30 75 2.52 31.02 32.05 33.15 3434 - o
SHM200-BN2-3-35-K 35 80 2.2 36.19 37.39 38.69 40.08 - O
SHM200-BN2-3.5-15-K 15 60 3.99 1549 1596 16.48 17.03 1827 O
SHM200-BN2-3.5-25-K 35 175 25 28 336 70 6 4 256  25.82 26.66 27.56 28.53 - O
SHM200-BN2-3.5-35-K BS) 80 1.89 36.16 37.36 38.64 - = O
@Stock OAvailable upon Order R Tol
R<1.0 +0.003
R>1.0 +0.005

Unit (mm)

Recommended Cutting Data ¥ P626
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SHM200-BN2

2 Flutes with Extended Neck, Ballnose

Neck R

I _ _ - { i ﬂ‘
L kcjf&*
1
L
= @]+ Ut [me
h5 Ballnose
Please refer to page 167
) Continue
The effecti der-neck | h
) Mill Li'\lr:iir Flute Neck Overall Shank Neck Interference feoftﬁg\l,\;?igﬂszl;;f?gngelgsgt
Ordering Code Dia. R i hLength Dia. Length Dia. Angle Stock
D g 4@ L d R 8
L1 o o o o o
0.5 1 1.5 2 3
SHM200-BN2-3.5-45-K 35 175 45 2.8 336 90 6 4 1.5 46.5 48.05 - - - O
SHM200-BN2-4-10-K 10 55 486 1031 106 1091 11.24 1199 O
SHM200-BN2-4-13-K 13 60 3.88 1341 13.81 1423 14.69 1572 O
SHM200-BN2-4-16-K 16 60 323  16.51 17.02 17.56 18.14 1945 O
SHM200-BN2-4-20-K 20 65 2.63 20.65 21.3 21.99 22.74 - O
SHM200-BN2-4-25-K 25 70 2.14  25.81 26.64 27.53 28.49 - [ )
4 2 3.2 3.86 6 4
SHM200-BN2-4-30-K 30 75 1.81 30.98 31.99 33.08 - - O
SHM200-BN2-4-35-K 35 80 1.56 36.15 37.34 38.62 = = O
SHM200-BN2-4-40-K 40 80 1.38  41.32 42.69 - - - O
SHM200-BN2-4-45-K 45 90 123 46.49 48.04 = = = O
SHM200-BN2-4-50-K 50 100 1.11  51.66 53.39 - - - O
SHM200-BN2-5-20-K 20 65 1.48 20.62 21.25 - - - O
SHM200-BN2-5-25-K 25 70 1.18 2579 26.6 - - - [ J
5 2.5 4 485 6 4
SHM200-BN2-5-30-K 30 75 0.98  30.96 = = = = O
SHM200-BN2-5-40-K 40 80 0.73  41.29 - - - - O
SHM200-BN2-6-12-K 12 60 = - = = - = O
SHM200-BN2-6-20-K 20 65 - - - - - - O
6 3 6 | 5.85 6 -
SHM200-BN2-6-30-K 30 75 - = = = = = @)
SHM200-BN2-6-50-K 50 100 - - - - - - [ J
@Stock OAvailable upon Order R Tol
R<1.0 +0.003
R>1.0 +0.005
Unit (mm)

Recommended Cutting Data ¥ P626
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Recommended Cutting Data

UP210- SS2/S2/SL2 /SH2/R2/RH2
Side Milling: Steel, Cast Iron

' Cutting Vc  Tool Diameter
Workpiece I(Dneqpr)]gl; m/min (mm) 3 4 6 8 10 12 16 20
C%Fons%te?l’ ap<1.5D - (m{;‘_l) 1911014330 9550 7170 5730 4780 3580 2870
[0} ee
n (<3%HRC) ae<0.15D (mm%in) 1070 1030 920 930 920 860 860 860
< i
é,l}f 8?-}5?:[) ap<1D - (min-1) 13800110350 6900 5180 4140 3450 2590 2070
- Vf
ae<0.12D (mm;min) 610 580 550 620 560 @500 410 370
M ap<1.5D (mi?]_l) 13800110350 6900 5180 4140 3450 2590 2070
Stainless Steel 130
vf
ae<<0.15D (mm/min) 690 660 590 650 610 @ 590 490 460
NGéa CacStItr?n ap<1.5D - (m{g_l) 1699012740 8490 6370 5100 4250 3190 2550
odutar Lastiron
m (<32HRC) ae<0.15D (mm‘ffmin) 850 820 80 750 700 680 610 560
High ;I\uoy(;ast ap<1D " (m{r‘,_l) 14860 11150 7430 5570 4460 | 3720 | 2790 | 2230
ron
(35-45HRC) 2e<0.12D v 650 670 670 620 580 @560 500 460
(mm/min)
UP210- S3
Side Milling: Steel, Cast Iron
Workpiece Gemne  ve  ToolDiameter 3, g g 10 15 16 g
Gl m/min (mm)
CiTFons%te?l’ ap<1.5D - (m{r‘]_l) 19110114330 9550 7170 5730 4780 3580 2870
oy Stee
vf
n (<35HRC) ae<0.15D (mm/min) 1610 1550 1380 1400 1380 1290 1290 1290
< n
(/31510 BsHtseCl) ap<1D - (min-1) 13800110350 6900 5180 4140 3450 2590 2070
- Vf
ae<0.12D (mm;/min) 910 870 830 930 850 760 620 560
ap<1.5D (m{;,_l) 13800110350 6900 5180 4140 3450 2590 2070
M Stainless Steel 130 v
ae<0.15D (mm;/min) 1040 990 890 980 920 880 740 680
NGéa Cacsﬂtrcl,n ap<1.5D o (m{;_l) 1699012740 8490 6370 5100 4250 3190 2550
odular Castiron
Vf
m (<32HRC) ae<0.15D (mm;/min) 1270 1220 1220 1130 1060 1020 910 840
High /?lloyCast ap<1D ” (m{r‘]_l) 1486011150 7430 5570 4460 3720 2790 2230
ron
. Vf
(35-45HRC) | 2e<0.12D (mm/min) 980 1000 1000 940 870 840 750 680

[Note]
1. Use machine and holder with high rigidity .

please adjust the speed, feed and cutting depth.
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2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
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Recommended Cutting Data

UP210- SS4/54/SC4/S4A/SL4 /SH4A/RA/RAA/RH4A
Side Milling: Steel, Cast Iron

. Cutting Ve Tool Diameter
Workpiece I()ﬁp:\ﬁf)\ m/min (mm) 3 4 6 8 10 12 16 20
C?\rlFons%te?l’ ap<1.5D 50 (m{;‘_l) 1911014330 9550 7170 5730 4780 3580 2870
(0) ee.
E (<THRC) | ae<0.150 (mm‘ﬁnin) 2140 2060 1830 1860 1830 1720 1720 1720
< i
(élslo 85;5% ap<1D - (min-1) 1380010350 6900 5180 4140 3450 2590 2070
- Vf
2e<0.12D (mm/min) 1210 1160 1100 1240 1130 1010 830 | 750
M ap<1.5D (mir;]_l) 1380010350 6900 5180 4140 3450 2590 2070
Stainless Steel 130
Vf
ae<0.15D (mm/min) 1380 1330 1190 1300 1230 1170 980 @ 910
NGc'ia CacStItr?n ap<1.5D - (m{r‘]_l) 1699012740 8490 6370 5100 4250 3190 2550
odular Castiron
(<32HRC) 2e<0.15D vf 1700 1630 1630 1500 1410 1360 1210 1120
(mm/min)
High ;I\uoy(;ast ap<1D » (mi';‘_l) 14860 11150 7430 5570 4460 | 3720 | 2790 2230
ron
(35-45HRC) | 2e<0.12D (mm%ﬂn) 1310 1340 1340 1250 1160 1120 1000 910
UP210- S6
Side Milling: Steel, Cast Iron
. Cutting Ve Tool Diameter
Workpiece E):%l; m/min (mm) 3 4 6 8 10 12 16 20
C%lbons%te?l’ ap<1.5D - (m{r}_l) 19110114330 9550 7170 5730 4780 3580 2870
oy Stee
n (<35HRC) 2e<0.15D (mm‘ﬁnm) 3210 | 3100 2750 2800 2750 2580 2580 2580
< n
élslo 8‘?-}5%') ap<1D - (min-1) 13800110350 6900 5180 4140 3450 2590 2070
- Vf
2e<0.12D (mm;/min) 1820 1740 1660 1860 1690 1510 1240 1120
M ap<1.5D (mi’;_l) 13800110350 6900 5180 4140 3450 2590 2070
Stainless Steel 130
Vf
2e<0.15D (mm;/min) 2070 | 1990 1780 1960 1840 1760 1480 1370
NGéa Cacsﬂtrcl,n ap<1.5D - (m{;_l) 16990 12740 8490 6370 5100 4250 3190 2550
odular Cast Iron
Vf
m (<32HRC) | 2e<0.15D (mm/min) 2550 2450 2450 2260 2110 2040 1820 1680
High /?lloyCast ap<1D " (m{r‘]_l) 14860111150 7430 5570 4460 3720 2790 2230
ron
; i
(35-45HRC) ae<0.12D (mm/min) 1960 2010 2010 1870 1740 1670 1510 1360

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

UP210- SS2/S2/SL2/SH2/R2/RH2
Slot Milling: Steel, Cast Iron

Cuttin .
Workpiece Depthg Vc Tool Diameter

(mm)  M/min (mm)
Carbon Steel, <oso | g0 (min-1) 8490 6370 4250 3190 2550 2120 1590 1270
oy Stee ap<0.

n (<35HRO) (mm%m) 430 540 440 400 370 350 400 410
Allov Steel (min-1) 6370 4780 3190 2390 1910 1590 1190 960
(35-48HRC) | aP<03D 60 v

(mm/min) | 260 310 270 230 220 220 230 230
(min-1) 5840 4380 2920 2190 1750 1460 1100 880

M Stainless Steel ap<0.3D 55

vf
(mm/min) 140 | 160 200 200 200 190 170 160
Gray Cast Iron (mi?1-1) 5840 | 4380 2920 2190 1750 1460 1100 880
Nodu<ar Castlron | ap<0.5D 55 VF
m (<32HRCQ) (mm/min) 210 250 250 220 210 200 190 170
High Alloy Cast (miﬂ‘]_l) 5310 3980 2650 1990 | 1590 1330 1000 800
3 Iron " ap<0.3D 50 Vi
(35-45HRC) (mm/min) 160 180 210 180 180 170 160 140
UP210- S3
Slot Milling: Steel, Cast Iron
Workpiece Gaone  vc  ToolDiameter 5, & g 15 5 15 g9
p (m’?_n) m/min (mm)
Carbon Steel, (mi’r}_l) 8490 6370 4250 3190 2550 2120 1590 1270
Mgy | weom @
E (mm/min) 640 800 660 590 550 @ 520 600 610
n
Allov Steel - (min-1) 6370 4780 3190 2390 | 1910 1590 1190 960
(35-48HRC) =030 80 vf 380 460 400 340 330 330 340 340
(mm/min)
(mi'g_l) 5840 4380 2920 2190 | 1750 1460 1100 880
M Stainless Steel ap<0.3D 55 Vf
(mm/min) 210 240 310 300 290 @ 290 260 240
Gray Cast Iron (mi';_l) 5840 4380 2920 2190 | 1750 1460 1100 880
Nodu<a3r2(|1_|aRsélron ap<0.5D 55 Vi
m ( ) (mm/min) 320 370 380 330 320 310 280 250
High Alloy Cast (mi',‘q_l) 5310 | 3980 2650 1990 1590 1330 1000 800
IZ{OIr-}R ap<0.3D 50 i
(35-45HRC) (mm/min) 240 280 320 270 260 260 240 @ 220

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

UP210- B2/BH2
Profile Milling: Steel, Cast Iron
Workpi Guune  ve  ToolDiameter , 5 o ;g 9 190 11 1
orkpiece ﬁ\[ra;c] m/min (mm)
Carbon Steel, | ap<0.2D (m{;_l) 12740 10190 8490 7280 6370 5660 5100 4630 4250
s o
E 35HRC 2e<0.3D (mm/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
< n
Allov Steel ap<0.15D o (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
(35-48HRC) <0.15D v 610 640 660 630 620 610 610 610 610
aessb. (mm/min)
ap<0.2D (mi';]_l) 8760 7010 5840 5010 4380 3890 3500 3190 2920
M Stainless Steel 110 i
2e<0.2D (mm/min) 610 630 640 630 630 620 630 640 640
Gray CastIron | ap<0.2D (mirr]1-l) 11150 8920 7430 6370 5570|4950 4460 4050 3720
Nodu<%r2Cas(tEIron 140 v
m (<32HRC) 2e<0.2D (mm)/min) 780 | 800 820 800 800 790 800 810 820
High Alloy Cast | ap<X0.1D (m{r‘]_l) 9550 | 7640 6370 5460 4780 4250 3820 3470 3190
Iron 120
_ Vf
(35-45HRC) ae<0.1D (mm/min) 610 640 660 660 670 650 650 660 670
UP210- B4
Profile Milling: Steel, Cast Iron
Workpiece Gaoie  ve  ToolDiameter , 5 ¢ ¢ g o9 190 11 1
p (mr?n) m/min (mm)
Carbon Steel, | ap<0.2D (m{ry_l) 12740 10190 8490 7280 6370 5660 5100 4630 4250
Alloy Steel 160 v
(<35HRC) 2e<0.3D . 2040 2040 2040 2040 2040 2040 2040 2040 2040
n (mm/min)
< n
élslc’ 85&5%{) ap<0.15D o (min-1) 9550 | 7640 6370 5460 4780 4250 3820 3470 3190
- Vf
ae<0.15D (mm/min) 1220 1280 1330 1270 1240 1220 1220 1210 1210
ap<0.2D (mi';_l) 8760 7010 5840 5010 4380 3890 3500 3190 2920
M Stainless Steel 110 i
ae<0.2D (mm/min) 1230 1260 1290 1260 1260 1250 1260 1270 1290
Gray Castlron | ap<0.2D (mi';_l) 11150 8920 | 7430 6370 5570 4950 4460 4050 3720
Nodt1<a35%a§élron 140 i
m ( ) 2e<0.2D (mm/min) 1560 1610 1640 1610 1610 1590 1610 1620 1640
High Alloy Cast | ap<X0.1D (m{;_l) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Iron 120
_ 3
(35-45HRC) ae<0.1D (mm/min) 1220 1280 1330 1310 1340 1310 1300 1320 1340

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

UP210- L60/L90/L120
Chamfer Milling: Steel, Cast Iron E
Workpiece migin | Toolbameter | 6 8§ 10 12 16 20
C%Foc;/ns%%?l’ 50 (min-1) 10350 6900 = 5175 4140 = 3450 2588 2070
(<35HRC) (mm‘fmm) 414 33 311 414 442 435 406
n Allov Steel (min-1) 7166 4777 3583 | 2866 2389 1791 = 1433
(35-48HRC) » (mmﬁmn) 229 191 172 172 239 229 241
. (min-1) 6369 = 4246 = 3185 2548 2123 1592 = 1274
M seintesssee N (mm\?fmin) 204 170 153 153 212 204 214
\ géﬁ acraCSat sl on (min-1) 7962 5308 3981 3185 2654 1990 = 1592
m (<32HRC) (mm%m) 318 255 239 318 340 334 312
High Arléc;y Cast - (min-1) 11943 7962 = 5971 4777 | 3981 = 2986 2389
(35-45HRC) (mm%nm) 621 573 597 611 669 585 602
SP210-S3/C3
Side Milling: Steel, Cast Iron E
Workpiece C;ﬁ:%g i O ameter 3 4 6 8 10 12 16 20
C%Fo?/ns%gfl’ ap<15D - (min-1) 21230 15920 10620 7960 6370 5310 3980 3190
(<35HRC)  |ae<0.15D (mm%nm) 2040 1960 1690 1670 1620 1590 1490 1480
n Allov Steel ap<1D (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
(35-48HRC) | o<0.120 10 (mm‘%in) 1290 1180 1080 1160 1050 930 760 680
_ ap<1.5D (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
M suintess stee 2e<0.15D 10 (mm‘ﬁmn) 1580 1330 1150 1220 1130 1080 900 820
Ngéﬁ a(?acsgtrmn ap<1.5D 70 (min-1) 18050 13540 9020 6770 5410 4510 3380 2710
m (<32HRC) 2e<0.15D (mm%in) 1620 1500 1440 1300 1200 1150 1020 930
High /?‘rlclg]ycaSt ap<1D - (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
(35-45HRC)  |2e<0.12D (mm‘ﬁnin) 1290 | 1250 1190 1090 1000 960 850 770
[Note]

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

SP210- C4/CN4/R4/RH4/S4
Side Milling: Steel, Cast Iron E

: Cutting vy Tool Diameter
Workpiece I()ﬁ];r)]'gf)l m/min (mm) 3 4 6 8 10 12 16 20
Carbon Steel, | ap<1.5D (mig_l) 2123015920 10620 7960 6370 5310 | 3980 3190
,(Al<loy Stee)l 200 i
n 35HRC ae<0.15D (mmymin) 2720 2610 2250 2230 2170 2120 1990 1980
< n
Allov Steel ap<1D - (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
(35-48HRC) <0.12D vf 1720 1580 1430 1550 1400 1240 1020 910
aesu. (mm/min)
ap<1.5D (m{r‘]_l) 15920 11940 7960 5970 4780 3980 2990 2390
M Stainless Steel 150 VE
ae<0.15D (mm/min) 2100 1770 1530 1620 1510 1430 1190 1100
Gray CastIron | ap<1.5D (mi';]_l) 18050 13540 9020 6770 5410 4510 3380 2710
Nodu<%r Cast Iron 170 i
m (<32HRC)  2e<0.15D (mm/min) 2170 2000 1910 1730 1600 1530 1350 1250
High Alloy Cast | ap<1D (mi';_l) 15920 11940 7960 5970 4780 3980 2990 2390
Iron 150
i vf
(35-45HRC)  |2e<0.12D (mm/min) 1720 1670 1590 1460 1340 1270 1140 1020
SP210-S3/C3 m
Slot Milling: Steel, Cast Iron
Workpiece Gepe Ve ToolDiameter 5, o g 0 5 15 g
p (m?n) m/min (mm)
Carbon Steel, (mi?1-1) 8490 6370 4250 3190 2550 2120 1590 1270
Mgy v @
n (mm/min) 790 920 730 640 590 570 640 650
n
Allov Steel - (min-1) 6370 4780 3190 2390 1910 1590 1190 960
(354gHRC) | 2PSOSD 60 vf 500 550 450 370 360 360 370 370
(mm/min)
(mi';]_l) 5840 4380 2920 2190 1750 1460 1100 880
M Stainless Steel | ap<0.3D 55 i
(mm/min) 320 | 320 350 340 320 320 280 @ 260
Gray Cast Iron (mi',}_l) 5840 4380 2920 2190 1750 1460 1100 880
Nodu<a3r2(|1_|aRsélron ap<0.8D 55 Vi
m ( ) (mm/min) 420 450 420 360 340 340 310 280
High Alloy Cast (mir;]_l) 5310 3980 2650 1990 1590 1330 1000 800
IL{OHR ap<0.5D 50 VF
(35-45HRC) (mm/min) 330 350 360 300 290 290 260 240

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SP210- C4/CN4/R4/RH4/S4
Slot Milling: Steel, Cast Iron

Cuttin "
Workpiece Depthg Vc Tool Diameter

(mm) M/min (mm)
Cirllboc;/nsig%?l’ a0 | 80 (min-1) 8490 6370 4250 3190 2550 2120 1590 1270
n (<35HRO) (mm‘fmin) 1050 1220 970 850 790 760 850 870
Aoystesl | oo<osp 6o (mi:r‘:c-l) 6370 4780 3190 2390 1910 1590 1190 960
(mm/min) 660 730 600 500 470 480 490 500
(min-1) 5840 4380 2920 2190 1750 1460 1100 880

M Stainless Steel | ap<<0.3D 55

Vf
(mm/min) 420 420 470 450 430 | 430 380 350
Gray Cast Iron (mi';]_l) 5840 4380 2920 2190 1750 1460 1100 880
Nodu<%r2Casélron ap<0.8D 55 VF
m (<32HRC) (mm/min) 560 600 560 480 460 450 410 370
High Alloy Cast (m{;_l) 5310 3980 2650 1990 1590 | 1330 1000 800
3 IAEOHRC ap<0.5D 50 VF
(35-45HRC) (mm/min) 450 460 480 400 380 380 350 320
SP210- B2/BH2
Profile Milling: Steel, Cast Iron
: Cutting /¢ Tool Diameter
Workpiece E)r%%t]? m/min (mm) 1 2 3 4 6 8 10 12
Carbon Steel, |ap<0.04D (m{g_l) 50000 35030 23360 17520 11680 8760 7010 5840
s 2
n 2e<0.04D (mm;min) 2800 2800 2800 2800 2800 2800 2800 2800
n
Allov Steel ap<0.02D - (min-1) 50000 28660 19110 14330 9550 7170 5730 4780
(35-48HRC) <0.02D vf 1950 2010 1990 2010 2010 2010 2000 2000
aesU. (mm/min)
ap<0.04D (mi’;_l) 50000 35030 23360 17520 11680 8760 7010 5840
M Stainless Steel 220 i
2e<0.04D (mm/min) 2520 2450 2570 2630 2570 2540 2520 2530
Gray Cast Iron  |ap<0.04D (m{;_l) 50000 35030 23360 17520 11680 8760 7010 5840
Nodu<aBr2IC_|aRs(t:Iron 220 i
m ( ) 2e<0.04D (mm/min) 2520 2450 2570 2630 2570 2540 2520 2530
High Alloy Cast |ap<0.04D (m{r‘]_l) 50000 35030 23360 17520 11680 8760 7010 5840
Iron 220
. Vf
(35-45HRC) 2e<0.04D (mm/min) 2380 2450 2430 2450 2450 2450 2440 2440

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

PP300- C2
Side Milling: Steel, Cast Iron
" Cutting Ve Tool Diameter
Workpiece ?ﬁqm m/min (mm) 3 4 6 8 10 12 16 20
Carbon Steel, ap<1.5D (m{r‘]_l) 21220 15910 10610 7950 6370 5300 3980 3180
s ™
n 2e<0.15D (mmymin) 1910 1750 1380 1350 1270 1220 1110 1080
< n
Allov Steel ap<1D - (min-1) 15910111940 7960 5970 4770 3980 2980 2390
(35-48HRC) <0.12D vf 1270 | 1070 950 950 810 720 600 520
aesu. (mm/min)
ap<1.5D (m{r‘]_l) 1591011940 7960 5970 4770 3980 2980 2390
M Stainless Steel 150 v
2e<0.15D (mm/min) 1430 2390 1910 1910 1810 1670 1370 1240
Gray Cast Iron ap<1.5D (mig_l) 1910014320 9550 7160 5730 4770 3580 2860
Nodu<%r2Cas(tslron 180 i
m (<32HRC) 2e<0.15D (mm/min) 1720 1430 1240 1070 970 950 820 740
High Alloy Cast ap<1D (mi?]_l) 15910111940 7960 5970 4770 3980 2980 2390
ron 150 v
(35-45HRC) 2e<0.12D (mm/min) 1270 1190 1030 890 810 760 660 570
PP300- C2
Slot Milling: Steel, Cast Iron
Workpiece Geple Ve ToolDiameter 5, o g 5 ) 15 g
P (mi?n) m/min (mm)
Carbon Steel, (m{r‘]_l) 10610 7960 5300 3980 3180 2650 1990 1590
(Agoy I§|t|§3e)l ap<1.0D 100 VF
n 35HRC (mm/min) 760 870 690 600 570 500 560 560
n
Allov Steel o<osp | 80 (min-1) 8490 6370 4240 3180 2550 2120 1590 1270
(35-48HRC) P vf

(mm/min) 510 570 # 470 380 360 340 350 @340

(min1) 7430 5570 3710 2780 2230 1860 1390 1110

M Stainless Steel ap<0.3D 70

vf
(mm/min) 370 330 330 310 290 300 250 230
Gray Cast Iron (min-1) 8490 6370 4240 3180 2550 2120 1590 1270
Nodu<%r2|C_|aRs(t:Iron ap<0.8D 80 VF
m ( ) (mm/min) 510 510 470 380 370 350 320 280
High Alloy Cast (min-1) 7430 5570 3710 2780 2230 1860 1390 1110
Iron ap<0.5D 70 v
(35-45HRC) (mm/min) 390 390 370 310 290 280 260 230

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

PP300-

C3

Side Milling: Steel, Cast Iron

Cutting

: Vc Tool Diameter
Workpiece I()r%%? m/min (mm) 3 4 6 8 10 12 16 20
Carbon Steel, ap<1.5D (m{r‘]_l) 21220 15910 10610 7950 6370 5300 3980 3180
RS 200 vi
n 2e<0.15D (mm/min) 2860 2630 2070 2030 1910 1830 1670 1620
< n
Allov Steel ap<1D 5 (min-1) 15910 11940 7960 5970 4770 3980 2980 2390
(35-48HRC) <0.12D vf 1910 1610 1430 1430 1220 1070 890 790
aessl. (mm/min)
ap<1.5D (m{r‘%l) 15910111940 7960 5970 4770 3980 2980 2390
M Stainless Steel 150 i
2e<0.15D (mm/min) 2150 1790 1430 1430 1360 1250 1030 930
Gray Cast Iron ap<1.5D (m{r‘]_l) 19100 14320 9550 7160 5730 4770 3580 2860
Nodu<%r2Casélron 180 Vf
m HRC) 2e<0.15D (mm/min) 2580 2150 1860 1610 1460 1430 1230 1120
High Alloy Cast ap<1D (mir;_l) 15910 11940 7960 5970 4770 3980 2980 2390
ron 150 v
(35-45HRC) 2e<0.12D (mm/min) 1910 1790 1550 1340 1220 1130 980 860
PP300-C3
Slot Milling: Steel, Cast Iron
Workpiece Genie Ve ToolDiameter 5, o g 5 5 15 g
p (men) m/min (mm)
Carbon Steel, (m{;_l) 10610 7960 | 5300 3980 3180 2650 1990 1590
é\goy I§|t|§3e)l ap<1.0D 100 i
n 35HRC (mm/min) 1140 1310 1030 890 860 760 840 840
n
Allov Steel - (min-1) 8490 | 6370 4240 3180 2550 2120 1590 1270
(35-48HRC) Al e v 760 860 700 570 530 510 520 520
(mm/min)
(mi’;_l) 7430 5570 3710 2780 2230 1860 1390 1110
M Stainless Steel ap<0.3D 70 VF
(mm/min) 560 500 500 @ 470 @ 440 @ 450 380 350
Gray Cast Iron (mi';]_l) 8490 | 6370 4240 3180 2550 2120 1590 1270
Nodu<%r2|C_|a€élron ap<0.8D 80 VF
m ( ) (mm;/min) 760 760 700 570 550 530 480 420
High Alloy Cast (mi?1—1) 7430 5570 3710 2780 2230 1860 1390 1110
Iron ap<0.5D 70 v
(35-45HRC) (mm/min) 580 580 560 460 430 420 400 350

[Note]
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1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.



Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

PP300- C4/R4
Side Milling: Steel, Cast Iron E
. Cutting Vc  Tool Diameter
Workpiece I()%%gf)\ m/min (mm) 3 4 6 8 10 12 16 20
Carbon Steel, ap<1.5D (mi':]_l) 21220 15910 10610 7950 | 6370 5300 3980 3180
s S
n ae<0.15D (mm/min) 3820 3500 2760 2710 2550 2440 2230 2160
< n
éléo gﬁﬁ%‘) ap<1D - (min-1) 15910111940 7960 5970 4770 3980 2980 2390
- Vf
2e<0.12D (mm/min) | 2550 2150 1910 1910 1620 1430 1190 1050
ap<1.5D (mi';_l) 15910111940 7960 5970 4770 3980 2980 2390
M Stainless Steel 150 VE
ae<0.15D (mm/min) 2860 2390 1910 1910 1810 1670 1370 1240
Gray Cast Iron ap<1.5D (mi’,y_l) 19100114320 9550 7160 5730 4770 3580 2860
Nodu<%r2|C_|aRsélron 180 i
m ( ) 2e<0.15D (mm/min) 3440 2860 2480 2150 1950 1910 1650 1490
High Alloy Cast ap<1D (mi"r‘]_l) 15910111940 7960 5970 4770 3980 2980 2390
Iron 150
_ \%3
(35-45HRC) 2e<0.12D (mm/min) 2550 | 2390 2070 1790 1620 1510 1310 1150
PP300- C4/R4
Slot Milling: Steel, Cast Iron
Workpiece Gaong v  ToolDiameter 3, o g 15 15 15 29
P (m’?n) m/min (mm)
Carbon Steel, (mi';_l) 10610 7960 5300 3980 3180 2650 1990 1590
/(Ag%atReg)l ap<1.0D 100 VF
n (mm/min) 1530 1750 1380 1190 1150 1010 1110 1120
n
(élslo 8?-}?3%[) ap<05D w0 (min-1) 8490 | 6370 4240 3180 2550 2120 1590 1270
- V. Vf
(mm/min) 1020 1150 930 760 710 680 700 690

(mi?l-l) 7430 | 5570 3710 2780 2230 1860 1390 1110

M Stainless Steel ap<0.3D 70

(mm‘ﬁmn) 740 670 670 620 590 590 510 470
Gray Cast Iron (min-1) 8490 6370 4240 3180 2550 2120 1590 1270
Nodular Cast Iron | ap<0.8D 80 v
m (<32HRC) (mm/min) 1020 1020 930 760 730 700 640 560
High Alloy Cast (min-1) 7430 5570 3710 2780 2230 1860 1390 1110
Iron ap<0.5D 70 VF
(35-45HRC) (mm/min) 770 780 740 610 580 560 530 470

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

PP300-SPEED-3D/3DN
Side milling/Trochoidal milling: Steel, Cast Iron E
B - el Ve Tool Diameter
Workpiece I()eptr)1 m/min (mm) 6 8 10 12 14 16 20
mm
C%Fons%te?l’ ap<3D - (min-1) 9550 = 7160 5730 4770 4090 3580 2860
0] ee
n (<35HRC) ae<0.05D (mm‘fmin) 2290 2290 2860 2860 2860 2680 2140
Allov Steel ap<3D (min-1) 5830 4370 3500 2910 2500 2190 1750
(35-48HRC) - 110 vf
ae<0.05D (mm/min) ~ 1160 1040 1400 1450 1370 1420 1310
M ap<3D (min-1) 5830 4370 3500 2910 2500 2190 1750
Stainless Steel 110
ae<0.05D (mm‘;fmin) 1160 1040 1400 1450 1370 1420 1310
Gray Cast Iron ap<3D (min-1) 9550 = 7160 5730 4770 4090 3580 2860
Nodular Cast Iron 180 Vf
m (<32HRC) 2e<0.05D (mm/min) 2290 2290 2860 2860 2860 2680 2140
High /I\HOy Cast ap<3D o (min-1) 5830 4370 3500 2910 2500 2190 1750
ron
(35-45HRC) 2e<0.05D (mm‘fmin) 1160 1040 1400 1450 1370 1420 1310

PP300-SPEED-5D
Side milling/Trochoidal milling: Steel, Cast Iron E

' Cutting Ve Tool Diameter
Workpiece Dr%?rt\r)] m/min (mm) 6 8 10 12 14 16 20
Carbon Steel, ap<5D - (min-1) 9550 7160 5730 4770 4090 3580 2860
) ee
E (<I5HRO) 2e<0.05D (mm\fmin) 2290 2290 2860 2860 2860 2680 2140
< n
Aloysteel ap<5D o (min-1) 5830 4370 3500 2910 2500 2190 1750
- vf
ae<0.05D (mm/min) 1160 1040 1400 1450 1370 1420 1310
ap<5D (min-1) 5830 4370 3500 2910 2500 2190 1750
M Stainless Steel 110 VF
2e<0.05D (mm/min) 1160 1040 1400 1450 1370 1420 1310
 Siay Cast Iron ap<5D 50 (min-1) 9550 7160 5730 4770 4090 3580 2860
odular Cast lron
m (<32HRC) 2e<0.05D (mm‘fmm) 2290 2290 2860 2860 2860 2680 = 2140
High Alloy Cast ap<5D o (min-1) 5830 4370 3500 2910 2500 2190 1750
ron
(35-45HRC) 2e<0.05D (mm‘fmm) 1160 1040 1400 1450 1370 1420 1310

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
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Recommended Cutting Data

UPR210- S4
Side Milling: Steel, Cast Iron

Solid Carbide Endmills |

MILLING TOOLS

; Cutting Depth V¢ Tool Diameter
Workpiece s i (mm) 6 8 10 12 16 20
Carbon Steel, | ap < 1.5D (min-1) 7430 | 5570 4460 3720 = 2790 = 2230
s oy
n 35 ae < 0.3D (mm/min) 1070 1070 1070 | 1070 | 1000 900
< n
Allov Steel ap<1D (min-1) 6370 4780 | 3820 | 3190 | 2390 1910
(35-48HRC) <0.25D 120 vt 630 660 690 700 570 535
aes . (mm/min)
ap < 1.5D (min-1) 5840 | 4380 3500 2920 = 2190 1750
M Stainless Steel 110 VF
ae < 0.3D (mm;/min) 580 = 610 = 630 640 525 490
Gray Cast Iron < n
Noé'lljlar dron | ap< 15D o (min-1) 7430 | 5570 4460 3720 = 2790 = 2230
ron Vf
m (<32HRC) | ae<0.3D (mm/min) 1070 1070 1070 1070 1000 900
High Alloy Cast| ap < 1D (min-1) 6370 4780 | 3820 | 3190 | 2390 1910
Iron 120
. Vf
(35-45HRC) | ae <0.25D (mm;/min) 630 660 690 700 570 535
Alloy Steel < n
m Hagxtéenle e ap<1D 100 (min-1) 5300 | 3980 3190 2650 1990 1590
ee Vf
(<B5HRC)  ae<0.125D (mm/min) 530 = 480 = 450 420 400 380
UPR210- S4
Slot Milling: Steel, Cast Iron
) Cutting Ve Tool Diameter
Workpiece I()r%’?ﬁ)] m/min (mm) 6 8 10 12 16 20
Carbon Steel, (min-1) 6370 4780 3820 3190 2390 1910
Mgy | e >
n > (mm/min) 640 630 610 640 570 535
n
Allov Steel - (min-1) 5310 4000 3190 2650 1990 = 1590
(3548hiRe) | @P<0.75D 100 VE
(mm;/min) 430 400 450 425 360 320
(min-1) 4775 3580 2865 2385 1790 1432
M Stainless Steel | ap < 0.75D 90 VF
(mm/min) 382 160 190 210 200 190
Gray Cast Iron n
ray Castlron <D o (min-1) 6370 4780 3820 3190 2390 = 1910
Iron Ps Vf
m (<32HRC) (mm)/min) 640 630 610 640 570 535
. n
High Alloy Cast n 5310 4000 3190 2650 1990 = 1590
&N ron ap<0.75D 100 (m{; 1
(35-45HRC) (mm;/min) 430 400 450 = 425 360 320

[Note]

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.

GESAC _ 555




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

UPN210- S4
Side Milling: Steel, Cast Iron
; Cutting Depth  Vc Tool Diameter

Workpiece (mgm) P m/min (mm) 6 8 10 12 16 20
Carbon Steel, ap < 1.5D (mir:l-l) 6900 5180 4140 3450 2590 2070

,(Ago Steé:)l 130 i
n 5HR ae <0.3D (mm/min) 990 | 990 990 990 930 = 830

< n
élé‘) 8?}5?:[) ap < 1D 1o (min-1) 5840 = 4380 = 3500 2920 @ 2190 1750

- Vf
ae < 0.25D (mm/min) 580 610 630 640 525 490
' ap < 1.5D (min-1) 6900 = 5180 = 4140 3450 = 2590 2070

M Stainless Steel 130 V
ae <0.3D (mm/min) 280 310 330 350 310 290

Gray Cast Iron < n
ray Castlron | ap < 1.5D 50 (min-1) 6900 5180 = 4140 3450 = 2590 2070
m (<BIWRC) | 2e<03D (mm‘%m) 990 990 990 990 = 930 830
High ;I\uoy Cast| ap<1D 1o (min-1) 5840 = 4380 = 3500 2920 2190 1750

ron

. vf
(35-45HRC) | ae < 0.25D (mm/min) 580 610 630 640 = 525 490

Alloy Steel < n
m Hagﬁerlle o ap < 1D 0 (min-1) 4780 3580 2870 2390 1790 1430
(<B5ERC) | 2e<0.125D (mmyminy | 480 430 400 380 360 345

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

UPN210- S4

Slot Milling: Steel, Cast Iron

Solid Carbide Endmills |

MILLING TOOLS

. Cutting Ve Tool Diameter
Workpiece I(Dnei]%gh m/min (mm) 6 8 10 12 16 20
f\goy atRee)l ap<0.8D 120 Vi
n 35HRC (mm/min) 640 630 610 640 570 535
n
Allov Steel - . (min-1) 5310 4000 3190 2650 1990 = 1590
(35-48HRC) e vf 430 400 450 425 360 320
(mm/min)
(mi';_l) 5310 3980 3190 2655 1990 = 1600
M Stainless Steel ap<0.8D 100 v
(mm/min) 150 160 190 210 200 190
Gray Cast Iron (mi';]_l) 6370 = 4780 3820 3190 2390 1910
Nodular CastIron | ap<0.8D 120 i
m (mm/miny | 640 630 610 640 570 535
n
High Alloy Cast n 5310 4000 3190 2650 1990 = 1590
& Iz{oﬂyR ap<0.5D 100 (m{/r; 1)
(35-45HRC) (mm/min) 430 400 450 425 360 320
UPR300-S3/54
Side Milling: Steel, Cast Iron
; Cutting Depth V¢ Tool Diameter
Workpiece O (mm) 6 8 10 12 16 20
Carbon Steel, | ap < 1.5D (mi?1-1) 8490 | 6370 5090 = 4240 3180 2550
?goy Stee)l 160 v
n 35HRC ae < 0.4D (mm/min) 790 820 1040 1020 940 880
< n
Allov Steel ap < 1.5D - (min-1) 7960 | 5970 4770 = 3980 2980 = 2390
(35-48HRC) <03D vf 670 680 880 840 780 720
aes L. (mm/min)
ap < 1.5D (mi'r}_l) 6100 4580 3660 = 3050 2290 1830
M Stainless Steel 115 Vi
ae < 0.4D (mm/min) 570 590 750 730 680 = 630
Gray Cast Iron < n
No?jllljlar Aron | ap < 1.5D - (min-1) 7960 | 5970 4770 = 3980 2980 = 2390
ron Vf
m (<32HRC) ae < 0.5D (mm/min) 880 910 = 1170 1110 = 1030 | 930
High Alloy Cast| ap < 1.5D (mi?1-1) 6900 5170 4140 3450 2590 = 2070
Iron 130
. i
(35-45HRC) ae < 0.4D (mm/min) 520 530 680 660 610 570
Alloy Steel n
m Hagiéene d ap < 1.5D a0 (min-1) 7430 | 5570 4460 = 3710 2790 2230
ee Vf
(<55HRC) ae <0.3D (mm/min) 620 640 820 790 720 | 670

[Note]

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS |

Solid Carbide Endmills

Recommended Cutting Data

UPR300-S3/S4
Slot Milling: Steel, Cast Iron

Ve

Tool Diameter

- Cutting Depth
Workpiece Ty (mm) 6 8 10 12 16 20
Carbon Steel, (m{r‘]_l) 6900 5175 = 4140 3450 2590 = 2070
(Agoy I§|tRee)l ap<1D 130 v
n 35HRC (mm/min) 510 530 680 660 610 570
n
n 6370 4780 3820 3185 2390 1910
Qloysteel | ap<0.75D 120 (m{/'} 1)
(mm/min) 430 | 440 560 540 500 460
(m{;‘_l) 4780 3580 2870 2390 1790 = 1430
M Stainless Steel | ap < 0.75D 90 v
(mm/min) 360 | 370 | 470 460 430 | 395
Gray Cast Iron n 6370 = 4780 3820 & 3185 2390 @ 1910
NodllJrlgECast ap < 1D 120 (m\l/r:c 1)
m (<32HRC) (mm/min) 570 590 750 710 660 595
High Alloy Cast (m{,}_l) 5310 3980 3185 2650 1990 = 1590
I‘{o|r_1IR ap<1D 100 v
(35-45HRC) (mm/min) 320 325 420 410 375 350
Alloy Steel n 5840 = 4380 3500 2920 = 2190 1750
m Haldened ' ap<o3p 110 (m\'/r}'l)
(<B5HRC) (mm/min) 390 | 400 515 500 | 450 = 420

[Note]

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

US200-S2/R2

Side Milling: Stainless Steel

Solid Carbide Endmills |

MILLING TOOLS

Cutting Vv Tool Diameter
Workpiece Depth < 1 2 4 6 8 10 12 16 20
P P m/min (mm)
ap<1D 100 (min-1) 25000 15900 7960 5300 3980 3180 2650 1990 1590
M Stainless Steel (80-120) VF
ae<0.1D (mm/min) 220 254 340 340 365 330 300 245 230
US200-S2/R2
Slot Milling: Stainless Steel
Workpiece Genng Ve - ToolDiameter ; , . & g 10 15 15 g0
(mm) m/min (mm)
ap<0.1D . (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55) v
ae<1D (mm/min) | 200 140 120 155 155 155 155 135 120
US200- R3
Side Milling: Stainless Steel
Workpiece Geone  ve  ToolDiameter 5, o g 1 15 15 2
e m/min (mm)
ap<1D 100 (min-1) 25000 15900 7960 5300 3980 3180 2650 1990 1590
M Stainless Steel (80-120) VF
ae<0.1D (mm/min) 525 480 525 510 550 500 450 370 340
US200-R3
Slot Milling: Stainless Steel
Workpiece Gepe Ve ToolDiameter ;. o g 0 15 15 g
(mm) m/min (mm)
ap<0.1D . (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55) VF
ae<1D (mm/min) 300 215 180 235 235 230 230 200 180

[Note]

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

US200-SS4/S4/SN4/R4
Side Milling: Stainless Steel
Cutting v Tool Diameter
Workpiece Depth <. 1 2 4 6 8 10 12 16 20
P s m/min (mm)
ap<1d o (mim-1) 25000 15900 7960 5300 3980 3180 2650 1990 1590
M Stainless Steel (80-120) VF
ae<0.1D (mm/min) 700 635 700 680 730 660 600 490 @460
US200-R4
Slot Milling: Stainless Steel
. Cutting Ve Tool Diameter
Workpiece ?ﬁ%ﬁ? m/min (mm) 1 2 4 6 8 10 12 16 20
ap<0.1D 45 (mi?l-l) 14330 7165 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55) VF
ae<1D (mm/min) 400 | 280 240 310 310 310 310 270 240
US200- B2
Profile Milling: Stainless Steel
: Cutting Ve Tool Diameter
Workpiece Ié)ﬁ]rr);c]l; m/min (mm) 1 2 4 6 8 10 12 16 20
ap<020 oo (min-1) 25000 15900 7960 5300 3980 3180 2650 1990 1590
M Stainless Steel (80-120) v
ae<0.2D (mm/min) 525 480 510 550 560 | 540 560 520 510
US200-B4
Profile Milling: Stainless Steel
. Cutting Vc  Tool Diameter
Workpiece I()%p:::‘i)\ m/min (mm) 1 2 4 6 8 10 12 16 20
ap<0.2D 100 (mi?l-l) 25000 15900 7960 5300 3980 3180 2650 1990 1590
M Stainless Steel (80-120) v
2e<0.2D (mm/min) 560 955 1020 1100 1110 1080 1115 1030 1020

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

US260-S2
Side Milling: Stainless Steel

Solid Carbide Endmills

MILLING TOOLS

; Cutting Ve _Tool
orkpiece ep ; iameter . K .
Work |() tt)1 i D( § 05 08 1 15 2 3 4 6 8
mm mm
ap<1D (min-1) 18000 15000 13000 11000 10000 9500 9000 8000 6000
M Stainless Steel 25-150 Vf
2e<0.1D (r_nr)n/ 500 800 1000 1200 1500 1800 2200 2500 2800
min
US260-S2
Face Milling: Stainless Steel
_ Cutting v _Tool
orkpiece ep ; iameter g L .
Work |() 0 | i D( '; 05 | 08 | 1 | 15 | 2 3 4 6 8
mm mm
ap<0.1D (min-1) 18000 15000 13000 11000 10000 9500 9000 8000 6000
M Stainless Steel 25-150 i
ae<1D (mm/min) 400 700 900 1100 1400 1700 2100 2200 2500
US260-SS4A/SS4B. S4A/S4B E
Side Milling: Stainless Steel
) Cutting Ve _Tool
Workpiece Depth ; Diameter 1 1.5 2 3 4 6 8 10 12
{mm) m/min i
ap<1D (min-1) 13000 11000 10000 9500 9000 8000 6000 5000 4500
M Stainless Steel 40-180 VF
2e<0.1D (mm/min) 1400 1700 2200 2700 3000 3500 3800 4000 4200
US260-SS4A/SS4B. S4A/S4B
Face Milling: Stainless Steel
i Cutting Ve _Tool
orkpiece ep & lameter .
Work |() tt)1 B S D( '; 1 | 15 | 2 3 4 6 8 10 12
mm mm
ap<0.1D (min-1) 13000 11000 10000 9500 9000 8000 6000 5000 4500
M Stainless Steel 40-180 i
ae<1D (mm/min) 1300 1600 2100 2600 2800 3200 3500 3800 4000

[Note]

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS |

Recommended Cutting Data

US260-R4/RS4
Side Milling: Stainless Steel

Solid Carbide Endmills

; Cutting Ve _Tool
Workpiece Depth m/min Diameter 1 1.5 2 3 4 6 8 10 12
(mm) (mm)
ap<1D (mi?’1—1) 13000 11000 10000 9500 9000 8000 6000 5000 4500
M Stainless Steel 40-180 Vf
ae<0.1D (r_nr)‘n/ 1500 1800 | 2400 3000 3200 3600 3800 4000 4200
min
US260-R4/RS4
Face Milling: Stainless Steel
X Cutting Vie _Tool
Workpiece Depth m/min Diameter 1 1.5 2 3 4 6 8 10 12
mm (mm)
ap<0.1D (mi?1—l) 13000 11000 10000 9500 | 9000 8000 6000 5000 4500
M Stainless Steel 40-180 i
ae<1D (mm/min) 1500 1800 2400 3000 3200 3600 3800 4000 4200

[Note]

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SS600-SS4/S4/SH4/RS4/R4/RH4A E
Side Milling: High Strength Steel

: Cutting Ve _Tool
Workpiece Depth m/min Diameter 2 3 4 5 6 8 10 12 16 20
(mm) (mm)
< n
M e ap<15D o (min-1) 10000 7430 6730 5095 4245 3185 2545 2020 1590 1275
ee ~ Vf
ae<0.25D (mm/min) 700 595 510 510 510 510 510 @485 @ 445 430
< n
B Tignium ap<1.5D o (min-1) 7960 6369 4780 3821 3185 2390 1910 1590 1195 955
oys ~ Vf
2e<0.25D (mm/min) 398 350 | 285 | 270 320 335 354 350 310 305
SS600-SS4/S4/SH4/RS4/R4/RH4
Slot Milling: High Strength Steel
: Cutting Ve _Tool
Workpiece Depth m/min Diameter 2 3 4 5 6 8 10 12 16 20
(mm) (mm)

(min-1) 7960 6369 4775 3821 3185 2390 1910 1590 1195 955

Stainless 60
M G| se<isp (507 vf
(mm/min) 398 350 285 | 270 320 335 345 | 350 | 310 305

n
B T spc1s 40 (min.1) | 6369 4246 3185 2550 2120 1590 1270 1060 792 635

Alloys Vf
(mm/min) 254 ' 241 190 | 190 190 190 200 | 210 | 190 @190
SS600-B4
Profile Milling: High Strength Steel m
Cutting Y Tool Diameter
Workpiece Depth <. 6 8 10 12 16 20
2 s m/min (mm)
< n
M Stgi{”lelss ap<x0.2D (80101020) (min-1) 5300 3980 3180 2650 1990 1590
ee ~ Vf
2e<0.2D (mmmin) ~ 1100 1100 1080 1050 = 1030 1020
< n
B Tignium ap<0.2D % (min1) 3715 2785 2230 1860 1390 1110
oys ~ %3
2e<0.2D (mm/min) 670 610 535 480 445 352
SS600-S5/R5
Side Milling: High Strength Steel E
] Cutting Vc  Tool Diameter
Workpiece Ié)ﬁ]%'c]l)w m/min (mm) 6 8 10 12 16 20 25
< n
M S ap<1.5D o (min-1) | 4245 3185 2545 2020 1590 1275 1019
ee ~ Vf
ae<0.25D (mm/min) 638 638 638 600 556 535 427
< n
B Tignium ap<1.5D oo (min-1) | 3185 2390 1910 = 1590 1195 = 955 764
oys ~ Vf
ae<0.25D (mm/min) 400 418 432 437 387 381 305

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too
long, please adjust the speed, feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

UA100-S2/SH2/R2/RH2 E
Side Milling: Aluminium Alloys
: Cutting Ve Tool Diameter
Workpiece I()r%%’glf)l m/min (mm) 1 2 4 6 8 10 12 16 20
Wrought n
Alrought -~ ap<1.5D (min.1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
Alloys 150
Cast Aluminum  se<o.2p  (603%0) (mm/min) | 580 710 1200 1280 1390 1720 2400 2500 2450
(Si<12%)
< n
Copperloy ap<15D &5 (min.1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
- vf
2e<0.2D (mm/min) | 520 650 1070 1150 1250 1550 2170 2250 2200
UA100-S2/SH2/R2/RH2
Slot Milling:  Aluminium Alloys
Workpiece Gepe Ve ToolDiameter ., o g 0 5 15 g
(mm) m/min (mm)
Wrought n
Alrought = ap<0.5D (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Alloys 6(}530
CastAuminum  se=p (60350 (mm/min) 400 500 810 920 1100 1280 1300 1310 1200
(Si<12%)
< n
Copperloy ap<0.5D R (mim-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
_ - vf
ae=1D (mm/min) 380 450 800 830 1000 1150 1130 1000 1080
UA100-SL2
Side Milling: Aluminium Alloys
Workpiece Gaong  ve  ToolDiameter ), . o g 5 15 15 g
(mm) m/min (mm)
Wrought n
Alrought - ap<2.5D (min.1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Alloys 150
Cast Auminum  se<0.15p (030 (mmyminy | 400 500 810 920 1100 1280 1300 1310 1200
(Si<12%)
< n
Copper oy ap<2.5D R (min.1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
} vf
2e<0.15D (mm/min) | 380 450 800 830 1000 1150 1130 1000 1080

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

UA100-S3/SH3/R3/RH3 E
Side Milling: Aluminium Alloys
; Cutting Ve Tool
Workpiece Depth m/min Diameter 1 2 4 6 8 10 12 16 20
(mm) (mm)
A‘{‘l’jr?]‘i‘ﬁﬂ‘;q ap<1.5D (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
Alloys 150
CastAuminum  pe<o.2p (0350 (mm/miny 650 850 1430 1530 1670 2050 2800 3000 3150
(Si<12%)
< n
CopperAlloy | PSLSD o (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
(SHB200Y  Jo<0p (60350 (mm%in) 720 900 1200 1200 1500 1800 2225 2500 3000
UA100-S3/SH3/R3/RH3
Slot Milling: Aluminium Alloys
Workpiece Gaing  ve - ToolDiameter ), , o g 5 15 15 g0
= m/min (mm)
Alrought ' ap<0.5D (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Alloys 150
CostAuminum  ge=p (60350 (mm/min) | 450 570 960 1050 1300 1500 1620 1680 1800
(Si<12%)
< n
CopperAlloy  PSOSP 1 (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
(<HB200) ae=1p (60350 (mm‘fmin) 450 520 860 830 960 1240 1500 1550 1510
UA100- SL3
Side Milling: Aluminium Alloys
) Cutting Ve Tool Diameter
Workpiece ?ﬁqﬂﬁ? m/min (mm) 1 2 4 6 8 10 12 16 20
A‘{‘({ﬁq‘i‘ﬁﬂ‘fﬂ ap<2.5D (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Alloys 150
Cast Auminum  se<o.15p (6030 (mm/min) | 450 570 960 1050 1300 1500 1620 1680 1800
(Si<12%)
< n
CopperAlloy | P20 15 (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
(SHB200Y  e<p.15p (60350) (mm‘fmin) 450 520 860 830 960 1240 1500 1550 1510

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

UA100-B2
Profile Milling : Aluminium Alloys

Cutting Ve
Workpiece Depth . Tool Diameter (mm) 1 2 4 6 8 10 12 16
m/min
(mm)
Wfougf;‘tufgbisminum ap<0.3D 150 (min-1) 19000 | 15900 11900 | 10600 = 8000 = 7950 | 7950 = 7000
m CostAUmMInImAIOYS | se<oap | (60350 (mm‘fmm) 950 | 1600 = 1900 = 2500 2550 3200 3800 = 4450
< n
Copper Alloy ap<0.3D 150 (min-1) 19000 | 15900 11900 | 10600 = 8000 = 7950 | 7950 = 7000
(<HB200) ae<03p (0030 (mm‘%m) 860 1430 1720 2300 | 2300 2850 = 3450 4010
SA100-S3
Side Milling: Aluminium Alloys
Cutting Ve
Workpiece Depth . Tool Diameter (mm) 2 4 6 8 10 12
m/min
(mm)
Wrought Aluminum < n
Aloys ap<15D 150 (min-1) 14000 = 12000 10000 9000 8500 8000
m CastAminUmALloys | se<oop (60350 (m m\;fmi " 2000 | 3000 3500 4000 | 4500 5000
< n
Copper Alloy ap<15D 150 (mim-1) 14000 = 12000 10000 9000 8500 8000
(<HB200} ae<o2p | (603%0) (mm‘;fmm) 2000 3000 3500 4000 4500 5000
SA100-S3
Slot Milling: Aluminium Alloys
Cutting Ve
Workpiece Depth i Tool Diameter (mm) 2 4 6 8 10 12
(mm)
Wrought Aluminum < n
Aloys ap<1D 150 (min-1) 11500 | 10000 9300 8750 8000 7450
m CostAumInmAIIOYs | pemrp  (60350) (mmmin) 1000 | 1500 2000 2500 3500 4000
< 'n
Copper Alloy ap<1D 150 (min-1) 11500 10000 9300 8750 8000 7450
(<HB200) ae=1D (60-350) (m m‘;‘;ni o) 1000 1500 2000 2500 3500 4000
SA160-S3/SL3/S4/SS4 E
Side Milling: Aluminium Alloys
Cutting Ve
Workpiece Depth 5 Tool Diameter (mm) 4 6 8 10 12 16 20
) m/min
ap<2D (min-1) 12000 11000 = 10000 | 10000 = 9000 = 8000 6000
Aluminium Alloys 60-240 v
2e<0.1 (mm/min) 600 800 800 1000 | 1200 | 1300 = 1500

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

SA210-WR/WR-IC
Side Milling: Aluminium Alloys

Solid Carbide Endmills |

MILLING TOOLS

Cutting .
. Ve Tool Diameter
Workpiece I()rtre];r)]:})\ m/min (mm) 12 16 20 25
ap<1D (mirr]1-1) 14000 17000 20000 22000
Aluminium Alloys 500~1750 I
ae<0.7D (mm/min) 6300 7650 9000 9900
SA210-WR/WR-IC
Slot Milling: Aluminium Alloys
Cutting .
X Ve Tool Diameter
Workpiece I(D;[:T:I; e (mm) 12 16 20 25
ap<0.75D (mi?\-l) 14000 17000 20000 22000
Aluminium Alloys 500~1750 V
Ae=1D (mm/min) 4200 5100 6000 6600
SA210-NR
Side Milling: Aluminium Alloys
Cutting Ve
Workpiece Depth m/min Tool Diameter (mm) 6 8 10 12 16 20
(mm)
ap<2D (mi?'l—l) 18000 14000 1100 9000 7000 5500
Aluminium Alloys 300-400 v
ae<0.5D (mm/min) 4700 4500 4300 3900 3500 3000
SA210-NR
Slot Milling:  Aluminium Alloys
Cutting Ve
Workpiece Depth i Tool Diameter (mm) 6 8 10 12 16 20
(mm)
ap<1.5D (mirrll-l) 16000 1200 9500 7900 6000 4800
Aluminium Alloys 250-350 v
ae<1D (mm/min) 2800 2800 2800 2800 2600 2400

[Note]

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 3*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS |

Solid Carbide Endmills

Recommended Cutting Data

SA300-RN2
Side Milling : Aluminium Alloys

Cuttin i
Workpiece I()epti;g mhein et 6 g 10 12 16 20 25 3
mm
m Auminium Alloys 2PSO150 gac (min-1) 20000 20000 20000 20000 20000 20000 16000 12000
7075, 7050 7 o<q5p (37071300) (mm‘fmin) 3200 4000 5200 6000 6600 6800 7560 4800
SA300-RN2
Slot Milling:  Aluminium Alloys
Cuttin i
Workpiece I()epti)1g micin | O ameter | 6 0 12 16 20 25 32
mm
m Auminium Alloys P<020 | 385 (min-1) 16000 15000 12000 10000 8000 7000 6000 4000
1075, 70507 gemyp  (300471) - VE iy 3200 3600 3360 3200 3040 2940 3000 2000
SA300-S3/RN3
Side Milling : Aluminium Alloys
Cutting v Tool Diameter
Workpiece Depth c. 6 8 10 12 16 20 25 32
2 s m/min (mm)
m Auminium Alloys 2P<0250 7o (min-1) 20000 20000 20000 20000 20000 20000 16000 12000
7075, 70507 o<q5p  (37071200) (mm‘fmin) 4800 6000 7200 8400 9000 9000 10000 10800
SA300-S3/RN3 m
Slot Milling: Aluminium Alloys
. Cutting Ve Tool Diameter
Workpiece E)eptl)1 m/min (mm) 6 8 10 12 16 20 25 32
mm
m Auminium Alloys P22 400 (min-1) 16000 15000 12000 10000 8000 7000 6000 4000
1075, 7050 ae=1p  (300-500) (mm%ﬂn) 4800 5400 5040 4800 4560 4410 4500 3000
SA300-BN2
Profile Milling : Aluminium Alloys
Cutting Vi Tool Diameter
Workpiece Depth <. 6 8 10 12 16 20
P sy m/min (mm)
m Atuminium Alloys PS030 so (min-1) 25000 20000 20000 15000 11000 = 9000
7075, 7050 ° | pocosp  (500+600) (mm‘?(min) 4000 3500 3000 2500 2000 2000

[Note]
1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.005mm.
2. Please pay attention to use machine and holder with high rigidity .
3. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
4. The milling conditions should be applied for the tool overhang length less than 3*D (mill dia ).If the tool overhang length is too
long, please adjust the speed, feed and cutting depth.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SA300-SF/SF-IC E
Side Milling: Aluminium Alloys
Cutting .
R Ve Tool Diameter
Workpiece I():—,?:)] m/min (mm) 6 8 10 12 16 20
ap<4D (mi?1—1) 12000 13000 14000 16000 17000 18000
Aluminium Alloys 200~1150 v
ae<0.5 (mm/min) 2880 3120 3360 3840 4080 4320
SA300-WF/WF-IC E
Side Milling: Aluminium Alloys
Cutting .
. Vc Tool Diameter
Workpiece I?:‘p:;l; m/min (mm) 16 20 25
ap<2 n . 17000 20000 22000
m Aluminium Alloys 850~1750 (m{; D)
ae<0.7D (mm/min) 10200 12000 13200

[Note]
1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.005mm.
2. Please pay attention to use machine and holder with high rigidity .
3. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
4. The milling conditions should be applied for the tool overhang length less than 3*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.

DNM100-RS 1/RS2/ RS3
Side Milling : Compound Material. Aluminium Alloys
Cutting .
. Vc Tool Diameter
Workpiece I():q%:? m/min (mm) 2 4 6 8 10 12 16
ap<1.5D 00 (mi':]_l) 18000 = 16000 = 13270 | 11775 = 11145 = 10615 | 8000
Compound Material (100~450) v
m 2e<0.2D (mm/min) 1800 2400 2650 2350 2230 2120 2400
ap<1.5D 150 (m{r‘]_l) 16000 | 12000 =~ 12000 = 10000 = 8000 8000 5000
Aluminium Alloys (100~250) v
2e<0.1D (mm/min) 2000 2000 2400 2000 1600 1600 1500
DNM100-RS1/RS2/ RS3
Face Milling : Compound Material. Aluminium Alloys
Cutting .
X Vc Tool Diameter
Workpiece I():q;:]:l; m/min (mm) 2 4 6 8 10 12 16
ap<0.1D 00 (mi?]—l) 18000 & 16000 = 13270 | 11775 = 11145 = 10615 | 8000
Compound Material (100~450) v
m 2e<0.6D (mm/min) 1800 2400 2650 2350 2230 2120 2400
ap<0.1D 150 (mi':]_l) 16000 | 12000 12000 | 10000 = 8000 8000 5000
Aluminium Alloys (100~250) v
2e<0.6D (mm/min) 2000 2000 2400 2000 1600 1600 1500

[Note]
1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SG200- S2/SN2/R2/RN2
Side Milling :Graphite

: Cutting Ve Tool Diameter
Workpiece E)r%%t]? m/min (mm) 2 4 6 8 10 12
For High silicon =~ ap<1D (mirr11-1) 31850 15920 10620 7960 | 6370 | 5310
Aluminum 200 Vi
m (Si>12%) ae<0.15D (mm/min) 1910 1590 1270 1120 1080 1380
ap<1.5D (mirr11-1) 39810 19900 13270 9950 | 7960 | 6640
Graphite 250 VE
2e<0.5D (mm/min) 3980 2790 2390 2190 2390 = 2390
$G200-S3
Side Milling :Graphite
3 Cutting Ve Tool Diameter
Workpiece I()r%?#)] m/min (mm) 2 4 6 8 10 12
For H|gh silicon ap<lD (mi?%l) 31850 @ 15920 @ 10620 7960 6370 5310
Aluminum 200 VE
m (Si>12%) 2e<0.15D (mm/min) 2870 2390 1910 1670 1620 2070
ap<1.5D (mi?1-1) 39810 19900 13270 9950 | 7960 | 6640
Graphite 250 i
ae<0.5D (mm/min) 5970 = 4180 3580 | 3280 @ 3580 @ 3580
SG200- S4/R4/RN4
Side Milling :Graphite
3 Cutting Ve Tool Diameter
Workpiece ?&%ﬁr)] m/min (mm) 2 4 6 8 10 12
For Highsilicon =~ ap<1D (mirr11-1) 31850 15920 10620 7960 | 6370 | 5310
Aluminum 200 VE
m (Si>12%) 2e<0.15D (mm/min) 3820 3190 2550 2230 2170 2760
ap<1.5D (mirr]1-1) 39810 19900 13270 9950 | 7960 | 6640
Graphite 250 v
ae<0.5D (mm/min) 7960 5570 = 4780 4380 4780 = 4780
[Note]

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,

please adjust the speed, feed and cutting depth.

570 _ GESAC



Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

$G200- S2/SN2/R2/RN2 m
Slot Milling :Graphite
7 Cutting Ve Tool Diameter
Workpiece I()r%?#)] m/min (mm) 2 4 6 8 10 12
For High silicon (min-1) 28660 14330 9550 = 7170 | 5730 4780
/Eklu;nin%n; ap<0.5D 180 of
m S 1% (mmminy | 1150 1150 960 860 800 860
(min-1) 31850 15920 10620 = 7960 | 6370 = 5310
Graphite ap<0.5D 200 of
(mm/min) 1910 1430 1380 1350 = 1400 = 1590
SG200-S3
Slot Milling :Graphite
7 Cutting Ve Tool Diameter
Workpiece I():ﬁﬁl; m/min (mm) 2 4 6 8 10 12
For High silicon | 5p<0.5D (mirr11-1) 28660 14330 9550 = 7170 = 5730 | 4780
womn T m
m i>12% (mm/min) 1720 1720 1430 1290 = 1200 = 1290
(min-1) 31850 15920 10620 = 7960 | 6370 = 5310
Graphite ap<0.5D 200 of
(mm/min) 2870 | 2150 = 2070 2030 2100 = 2390
SG200-B2/BN2
Profile Milling :Graphite
. Cutting Ve Tool Diameter
Workpiece I()ﬁ\%f)\ m/min (mm) 2 4 6 8 10 12
For High silicon | ap<0.3D (m{r}_l) 31850 | 15920 | 10620 = 7960 = 6370 5310
/(\Iugﬂglén; 200 of
m Si>12% 2e<0.3D (mm/min) 2040 1430 1270 1270 1400 1380
ap<0.5D (min-1) 39810 19900 13270 9950 7960 = 6640
Graphite 250 of
ae<0.4D (mm/min) 2790 | 1990 = 1860 1790 1910 = 1990

SG200-M-RN4/B2/BN2
Profile Milling :Graphite
' i i icati n Feed Spped
Workpiece Cutting Depth (mm)  Cutting Application (min-1) (ed Spbes
m Graphite 0.03§ap§0.05 General Condition 10000~15000 2000~3000
0.0352e<0.05 High Speed Condition 25000~32000 3500~4500
[Note]

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

ST210—S4/R4/RN4 E
Side Milling: Titanium Alloys
Workpiece Gepie ve  [ToolDiameterl , | 3 | 4 | 5 | 6 | g8 |10 | 12 | 16 | 20
(mm) m/min (mm)
ap<1.5D n
B T 0 (mim.1) 9555 6370 4780 3820 3185 2390 1910 1590 1195 955
%S |e<025p (407100) (mm/miny | 380 305 285 305 320 335 345 350 310 305
< n
M s ap<15D e (mim1) 12740 8490 6370 5095 4245 3185 2545 2020 1500 1275
el lae<0.25p (mm/miny | 760 575 510 510 510 510 510 485 445 430
ST210-S4/R4/RN4
Slot Milling: Titanium Alloys
Workpiece Genne  ve  ToolDiameter , 3, 5 ¢ g 19 1 15 20
(mm) m/min (mm)
< n
B Tigiu ap<1D L (mm.1) 6370 4245 3185 2545 2120 1500 1270 1060 795 635
| aesip G000 ML) 255 200 190 170 170 19 200 210 190 190
< n
M st ap<1D o (mi.1) 9555 6370 4775 3820 3185 2390 1910 1500 1195 955
tee ae<1D (mm/min) 380 305 285 305 320 335 345 350 310 305
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Recommended Cutting Data

ST210—RL5 E
Side Milling: Titanium Alloys
. Cutting Ve Tool Diameter
Workpiece I()r%%gl; m/min (mm) 16 20 25
ap<0.7*Lc n 980 780 620
B Titanium Alloys (43_%0) (mi/r; 1
2e<0.1D (mm/min) 390 370 300

Remark: Lc is the length of the edge

[Note]
1. Pls pay attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditions.

ST210-B4 m
Profile Milling: Titanium Alloys
Workpiece Geone  vc  ToolDiameter , 5, 5 5 g 10 1 16 20
(mm) m/min (mm)
< n
B Tignium ap<0.2D (607080) (min.1) 8000 6300 5580 4500 3715 2785 2230 1860 1390 1120
oys ~ vf
2e<0.3D (mm/min) 800 1000 1000 800 670 610 535 480 445 360
[Note]

1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.01mm.

2. Pls pay attention to use machine and holder with high rigidity .

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

4. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please
adjust the speed,feed and cutting depth.
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Recommended Cutting Data

SM200-TP2 m
Profile Milling: Titanium Alloys
Workpiece Cutting Depth | Tool Diameter 1 15 2 3
ap=0.05D (min-1) 37900 30600 23700 15800
E Titanium Alloys vf
ae=0.3D (mm/min) 860~1150 1390 1080~1430 1430
SM200-R02/RO3/VH2/VH3/WI2/WI3/IM2/IM3/KL2 m
Profile Milling: Zirconia
Workpiece Cutting Depth T°°'(E]’1ifn”;‘eter 0.6 1 2
ap=0.05D (min-1) 26800~29200 23000~25600 18300
m Zirconia vf
ae=0.3D (mm/min) 320~350 460~510 730
SM200-Z12/ZI13 m
Profile Milling: Zirconia, Titanium Alloys
Workpiece Cutt%rljngn?)epth Tool(Dmi?nn;eter 1 2 3
ap=0.05D (min-1) 23000~25600 18300 -
m Zirconia of
ae=0.3D (mm/min) 460~510 730 -
ap=0.05D (min-1) - 18300 12200
B Titanium Alloys vf
ae=0.3D (mm/min) - 690~920 920
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Recommended Cutting Data

SM200-AR2/AR3/XT2 m

Profile Milling: Zirconia, Titanium Alloys

Workpiece Cutting Depth  ToolDameter g6 1 15 2 3
' ) ap=0.05D (mirr11-1) 26800~29200 23000~25600 - 18300 -
Zirconia vf
ae=0.3D (mm/min) 320~350 460~510 - 730 -
o ap=0.05D (mirr]1-l) -- 29200 23600 18300 12200
Titanium Alloys vf
ae=0.3D (mm/min) - 550~7440 890  690~920 920

[Note]
1. Please select the corresponding machine tool and shank according to the type of cutting tool.

2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,

please adjust the speed, feed and cutting depth.
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Recommended Cutting Data

SN200-R4/RH4 E
Side Milling: Heat Resistant Super Alloys
) Cutting ¢ _Tool
Workpiece Depth m/min Diameter 1 2 3 4 5 6 8 10 12 16 20
(mm (mm)
n
SRS ’s (min-1) 7900 3980 2650 1990 1592 1325 995 795 660 495 400
Titanium (15-35) vf
Alloys | ae<0.1D (mr)n/ 550 280 210 160 125 160 160 190 185 160 160
min
n
e | apsID , (min-1) 6370 3180 2100 1590 1270 1060 795 635 530 400 320
Titanium (15-30) vf
Alloys | ae<0.1D (mr)n/ 470 240 170 130 120 125 125 150 145 125 140
min
n
g | @P<ID ’s (min-1) 7900 3980 2650 1990 1592 1325 995 795 660 495 400
Titanium (15-30) vf
Alloys | ae<0.1D (mr)n/ 550 280 210 160 125 160 160 190 185 160 160
min
SN200-R4/RH4
Slot Milling: Heat Resistant Super Alloys
. Cutting Vie _Tool
Workpiece Depth m/min Diameter 1 2 3 4 5 6 8 10 12 16 20
(mm (mm)
n
14 |2P<05D 2 (min-1) 6370 3180 2100 1590 1270 1060 795 635 530 400 320
Titanium (10-30) vf
Alloys | ae<1D (mr)n/ 280 230 160 120 120 105 95 90 95 80 65
min
n
e |ap<0.5D . (min-1) 4750 2380 1590 1190 950 795 600 475 400 300 240
Titanium (10-25) vf
Alloys | ae<1D (mr)n/ 220 200 120 8 8 65 60 60 60 60 55
min
n
1g | @P<0.5D 2 (min-1) 6370 3180 2100 1590 1270 1060 795 635 530 400 320
Titanium (10-30) vf
Alloys | ae<1D (mSn/ 280 230 160 120 120 105 95 90 95 80 65
min

[Note]
1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.01mm.
2. Pls pay attention to use machine and holder with high rigidity .
3. Please adjust the speed,feed and cutting depth according to actual cutting conditions.
4. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please
adjust the speed,feed and cutting depth.
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Recommended Cutting Data

SN200-B4/BH4 m
Profile Milling: Titanium Alloys
Workpiece CI()urt]::E)r:%g m)lrﬁin TOOI(?J%Teter 2 3 4 5 6 8 10 12
_TA |ap<004D (min-1) 6370 4250 3180 2550 2120 1590 1270 = 1060
T'/Eﬂ’é'y“sm ae<0.04p 3050 (mm"/%m) 500 420 350 300 = 255 285 305 = 340
_TC |ap<0.04D . (min-1) 5570 3710 2780 2230 1855 1390 1115 930
B T'At\?lwsm ae<0.04p 5 (mm"/fmin) 440 360 270 260 220 220 265 = 260
1B |ap<0.03D o (min-1) 6370 4250 3180 2550 @ 2120 1590 1270 = 1060
T'f\?n?)'y”s'“ ae<003p 050 (mm‘;fmin) 500 420 350 300 255 285 305 @ 320

[Note]
1. When the milling cutter is clamped, the maximum T.I.R. should be controlled below 0.01mm.
2. Pls pay attention to use machine and holder with high rigidity .
3. Please adjust the speed,feed and cutting depth according to actual cutting conditions.
4. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please
adjust the speed,feed and cutting depth.
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Recommended Cutting Data

SD200-CN E
Side Milling: Compound Material
. Cutting Ve Tool Diameter
Workpiece [()r%%'gf)] m/min (mm) 10 12
< n
Cart&%ﬂ gbre ap<2D o (min-1) 15000 8000 7430 5570 4460 3715
m ae<02p (80200 (mm‘fmin) 900 480 445 445 445 370
< n
G‘ags ngpbre ap<2D 10%5300 (min-1) 15000 8000 7960 5970 = 4775 = 3980
ae<ogp 1020 vEL o0 480 475 415 475 400
SD200-CN
Slot Milling: Compound Material
. Cutting Ve Tool Diameter
Workpiece D&%h m/min (mm) 2 4 6 8 10 12
< n
Car%%a Ff)ibre ap<1D ; &21% ) (min-1) 15000 8000 6370 4775 3820 3185
m ae<ip  (80-160) (mm‘fmin) 600 320 255 | 285 305 320
< n
Glass fibre ap<1D 150 (min-1) 15000 8000 7960 5970 = 4775 = 3980
CFRP ae<ip | (100-200) (mm\%in) 600 320 320 360 380 400

[Note]
1. Please use a machine and holder with high rigidity.
2. Please adjust the speed, feed, and cutting depth according to actual cutting conditions.
3. The milling conditions should be applied for a tool overhang length less than 4*D (mill diameter). If the tool overhang length is too long, please adjust
the speed, feed, and cutting depth.
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Recommended Cutting Data

SH160-S2/R2
Side Milling: Alloys Steel, Hardened Steel
Cutting .
. Ve Tool Diameter
Workpiece I():q[;t\f)] m/min (mm) 2 4 6 8 10 12 16 20
Alloy Steel. ap<1D (mirrll-l) 19110 9550 6370 4780 3820 3190 2390 1910
Hardened Steel 120 VF
m (<55HRC) 2e<0.05D (mm/min) 380 380 380 380 370 360 310 290
Alloy Steel. ap<0.7D (mirrll-l) 15920 11940 7960 5970 4780 3980 2990 2390
Hardened Steel 90 Vf
- <
(55-60HRC) 2e<0.03D (mm/min) 260 360 370 360 360 330 320 290
SH160-S4/SH4/S6/R4/RH4
Side Milling: Alloys Steel, Hardened Steel
Cutting .
. Ve Tool Diameter
Workpiece I();?Tt\l; m/min (mm) 2 4 6 8 10 12 16 20
Alloy Steel. ap<1D (mirr]l—l) 19110 9550 6370 4780 3820 3190 2390 1910
Hardened Steel 120 VF
m (<55HRC) ae<0.05D (mm/min) 760 760 760 760 730 710 620 570
Alloy Steel. ap<0.7D (mir:l—l) 15920 11940 7960 5970 4780 3980 2990 2390
Hardened Steel 90 v
(55-60HRC) 2e<0.03D (mm/min) 510 720 730 720 730 670 630 570
SH160-B2/BH2
Profile Milling : Alloys Steel ,Hardened Steel
Cutting .
. Vc Tool Diameter
Workpiece [();;;:r; m/min (mm) 2 4 6 8 10 12 14 16
Alloy Steel. ap<0.03D (mirlln-l) 31850 15920 10620 7960 6370 5310 4550 3980
Hardened Steel 200 Vf
<
m (<55HRC) 2e<0.03D (mm/min) 510 570 590 610 570 570 530 490
Alloy Steel. ap<0.02D (mil:l—l) 23890 11940 7960 5970 4780 3980 3410 2990
Hardened Steel 150 v
(55-60HRC) 2e<0.03D (mm/min) 330 310 320 330 330 320 310 300
SH160-B4
Profile Milling : Alloys Steel ,Hardened Steel
Cutting .
. Ve Tool Diameter
Workpiece I();[:;f; m/min (mm) 2 4 6 8 10 12 14 16
Alloy Steel. ap<0.03D (mirrll—l) 31850 15920 10620 7960 6370 5310 4550 3980
Hardened Steel 200 v
m (<55HRC) 2e<0.03D (mm/min) 1020 1150 1190 1210 1150 1150 1060 990
Alloy Steel. ap<0.02D (mirrll-l) 23890 11940 7960 5970 4780 3980 3410 2990
Hardened Steel 150 Vf
- <
(55-60HRC) 2e<0.03D (mm/min) 670 620 640 670 670 640 610 600

[Note]
1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia).When the tool overhang length is longer, please
adjust the speed, feed and cutting depth.
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Recommended Cutting Data

SH260- S2/SN2/R2/RN2-H m
Slot Milling: Alloys Steel, Hardened Steel
i Tool Diamet
Workpiece CuttzngD)epth Cglr:f:ltiltr;gn ot piameter (mm)
mm
(mm) 2 4 6 8 10 12
_ n
n (AlloySteel) ae=1D (mir}_l) 20000 10350 8500 6600 | 5250 4400
30-45HRC v
ap<0.05D (mm/min) 520 550 630 610 580 580
— n
Ha(rdenedSt§el ae=1D (mi?_l) 16000 8300 5200 3800 = 3100 2800
45-55HRC v
m ap<0.02D (mm/min) 380 410 340 320 300 300
— n
H?rdened St()eel ae=1D (mi r}_l) 13500 6800 4600 3000 = 2400 2000
55-60HRC v
ap<0.01D (mm/min) 240 240 230 190 180 170
SH260- S2/SN2/R2/RN2-H
Side Milling: Alloys Steel, Hardened Steel
i Tool Diamet
Workpiece Cutt%ngD)epth Cg'r.:giltr;gn ol piameter (mm)
mm
(mm) 2 4 6 8 10 12
n
n (AlloySteel) ap<0.8D (mir}_l) 20000 10350 8500 6600 | 5250 4400
30-45HRC v
2e<0.03D (mm/min) 720 750 880 610 820 820
n
szrdened&?el ap<0.5D (mir}_l) 16000 8300 5200 3800 = 3100 2800
45-55HRC v
m 2e<0.03D (mm/min) 540 570 520 460 420 420
n
HeErdenedStc?el ap<0.5D (minf—l) 13500 6800 4600 3000 = 2400 2000
55-60HRC v
2e<0.01D (mm/min) 340 360 350 270 250 250

[Note]
1. Please use a machine and holder with high rigidity.
2. Please adjust the speed, feed, and cutting depth according to actual cutting conditions.
3. The milling conditions should be applied for a tool overhang length less than 4*D (mill diameter). If the tool overhang length is too long, please adjust
the speed, feed, and cutting depth.
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Recommended Cutting Data

SH260- S4/S4A/SH4/SH4A/SLA/SLAA/SN4/R4/RAA/RH4A/RN4A-H E
Side Milling :Alloys Steel, Hardened Steel

. : Cutting Tool Diameter (mm)
i Cutting Depth  Cutting o
Workpiece (mm) Aoplicati Condition
ication

PP (mm) 2 4 6 8 10 12
Gemeral  (min.) | 14000 7200 4800 3600 = 2900 2400

Condition vf
n AlloySteel  ap<120 (mmvmin) 800 900 1000 1100 = 1050 1000
(30-45HRC) =~ 2e<0.08D oy (i) 20000 10000 7000 5200 4200 3600

Speed ml/nf
Condition (. Y . 1200 = 1400 1600 1800 = 1600 1500
General  (mim1) 12500 6400 = 4200 3200 2500 2100

Condition vf
Hardened Steel ap<<1.0D (mm/min) =~ 290 600 700 800 700 640
(45-55HRC) | 2es0.04D 0 (minq) 18000 9200 6100 = 4600 3600 3000

Speed m|r}-
m Condition (. ¥ . 900 1150 1300 1400 1300 = 1200
General | (mimq) 11000 5600 3700 2800 2200 1900

Condition vf
Hardened Steel ap<<0.8D (mm/min) 440 500 580 630 5170 550
(55-60HRC)  2e<0.02D  0p (miniy 15000 8000 5300 4000 3200 2700

Speed m|r}-
Condition (. ¥ . 790 900 1040 1100 1000 900

SH260- S6/SH6/SL6-H
Side Milling :Alloys Steel, Hardened Steel
. Cutting Tool Diameter (mm)

Workpiece Cuuzrr}%n?)(epth Condition
(mm) 6 8 10 12 16 20
n Alloy Steel ap<1.5D (miﬂ_l) 6200 4800 4000 3200 2400 1600

- <0.(
(30-45HRC) 2es0.05b (mm‘;fmin) 1674 1584 1560 1440 = 1296 960
Hardened Steel | ap<15D (min-1) 4500 3600 3000 2400 1800 = 1200
- <0.(
m (45-55HRC) 2es0.03D (mm‘;fmin) 1215 1188 1170 1080 = 972 720
n

Hardened Steel ap<< 1.5D (min-1) 3100 | 2400 2000 1600 1200 800
(55-60HRC) 2es0.02D (mm‘;fmin) 744 720 720 627 576 432

[Note]
1. Please use a machine and holder with high rigidity.
2. Please adjust the speed, feed, and cutting depth according to actual cutting conditions.
3. The milling conditions should be applied for a tool overhang length less than 4*D (mill diameter). If the tool overhang length is too long, please adjust
the speed, feed, and cutting depth.
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Recommended Cutting Data

SH260-B2/BH2/BN2-H
Profile Milling : Alloys Steel ,Hardened Steel

f : Cutting Tool Diameter (mm)
i Cutting Depth  Cutting L
Workpiece (nm) Application Condition
(mm) 2 4 6 8 10 12
n
General (min- 20000 10300 6900 5100 = 4100 3400
Condition %
n Aloy Steel  3p=0,05-0.10 (mm/miny 1500 | 1650 1650 1700 = 1700 1750
(30-45HRC) | 2e<0.02D igh ¢ i1y 35000 17500 11600 8700 7000 6000
Spee
Condition (Vi . 2600 2700 2700 2850 = 2850 2900
n
General (it 15000 8000 = 5300 4000 = 3200 2600
Condition %
Hardened Steel ap=005-0.10 (mm/miny 1200 1300 1300 1350 1350 1400
(45-55HRC)  aeSO.02D  pyigh M0 28600 14300 9500 7200 5700 4500
Speed
m Condition (V. 2200 2300 2300 2350 2350 2400
n
General (it 12000 6000 = 4000 2900 = 2400 2100
Condition %
(55-60HRC) | aes0.02D oy (min1) 25400 12700 8500 6400 5000 1900
Speed vf
Condition (/. 1800 1800 1800 1500 1500 1500

[Note]

1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditions.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
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Recommended Cutting Data
SH360- S2

Slot Milling :  Alloys Steel, Pre-hardened Steel, Hardened Steel

; Tool Diameter (mm)
. Cutting
Workpiece CuttErrlnng)epth Condition
(mm) 2 4 6 8 10 12
A#% Steecl\s Pre- pe=10D (min-1) 20000 10350 = 8500 6600 5250 4400
ardened Stee ’
(30-45HRC) Ap<0.05D (mm\?fmin) 520 550 630 610 580 580
Allgy Stge" l Ae=1.0D (mirr11-1) 16000 8300 5200 3800 3100 2800
Hardened Stee ’
<
m (45-55HRC) Ap<0.02D (mm\?fmin) 380 410 340 320 300 300
A”c(i)y Stgel‘ l Ae=1D (mirr11-1) 13500 6800 4600 3000 2400 2000
H?ES?QF?H Rs(tl'g‘e Ap<0.01D vf 240 240 230 190 180 170
(mm/min)
SH360- S2

Side Milling :  Alloys Steel, Pre-hardened Steel, Hardened Steel

. Tool Diameter (mm)
. Cutting
Workpiece CuttErr:qgnl]))epth Condition
(mm) 2 4 6 8 10 12
Alloy Steel, Pre-  a,<q5p (min-1) 20000 10350 8500 = 6600 5250 | 4400
ARG Ae<003D vf 720 750 880 610 820 820
(mm/min)
Alloy Steel. Ap<15D (mi?‘l—l) 16000 8300 5200 3800 3100 2800
m N oeRe S Ae<0.03D vf 540 570 520 460 | 420 420
(mm/min)
Alloy Steel, Ap<LSD (min-1) 13500 6800 4600 3000 2400 2000
Hardened Steel Ae<0.01D vf
(55-65HRC) (mm;/min) 340 360 350 270 250 250

[Note]

1. Please attention to use machine and holder with high rigidity .

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

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
4. Recommended Coolant: Oil Mist, Cutting Oil.
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Recommended Cutting Data

SH360- S4A/SH4A/R4/RH4
Side Milling: Alloys Steel, Pre-hardened Steel, Hardened Steel

Work CDuttinhg Glittin c o Tool Diameter (mm)
orkpiece ept b utting Condition
P (mm) Application & 2 4 6 8 10 12 16 20
n
Ger&eral (min-1) 15000 8000 5300 4000 3200 2700 200 1600
Condition vf
i . 680 840 870 890 830 780 760 720
Aloysteel P ap<isn (/i)
<
(30-45HRC) | Aes0.08D (mi 1) 40000 20000 13000 10000 8000 6600 5000 4000
Hclghc?.,?_eed min-
ondition vf
(mmymin) 2910 3360 4390 4500 4320 3960 6750 3600
n
Ger&eral (min-1) 13000 6000 4200 3200 2500 2100 1600 1300
Condition vf
Alloy Steel. _ (mm/min) 520 | 520 870 | 890 | 830 | 780 | 760 720
Hardened Steel A{*epgolbi% n
(45-55HRC) <0. . (min-1) 32000 16000 11000 8000 6400 5300 400 3200
Hclgh dS.peed
ondition vf
(mm/min) 1830 2110 3270 3170 3040 2800 2640 2530
n
Ge?fr'al (min-1) 9600 | 4800 | 3200 | 2400 1900 1600 1200 1000
Alloy Steel. condiion iy 350 380 600 600 570 540 520 500
Hardened Steel ;(\epiolbsz%
(55-65HRC) : . ( n ) 24000 12000 8000 6000 4800 4000 3000 | 2400
Hclghdshp_eed min-
ondition vf
(mm/min) 1250 1440 2160 2160 2070 1920 1800 1730
SH360- S6/SL6
Side Milling: Alloys Steel, Pre-hardened Steel, Hardened Steel
Cuttin . Tool Diameter (mm)
Workpiece Depthg A CL;itEg]clon Cutting Condition
(mm) PP 2 4 6 8§ 10 12 16 20
n
Geggr.al (min-1) 16000 9300 6200 4800 4000 3200 2400 1920
Alloy Steel. Pre-| , < Condition ( vf iy 1600 1650 1774 1684 1650 1540 1396 1060
hardened Steel :ep<\01658% mm/min
(30-45HRC) =0 ) (min-1) 43000 21500 14400 10800 8600 7200 5400 4300
Hclghdshpeed min-1
ondition vf
(mmymin) 3910 4360 5294 5294 5140 4720 4386 3940
n
Ger&eral (min-1) 13500 6500 4500 3600 3000 2400 1800 1300
Condition vf
Alloy Steel. _ (mm/min) 1000 1020 1215 1188 1170 1080 972 @ 920
Hardened Steel fepgolba% n
(45-55HRC) <O0. . (min-1) 32500 16800 11300 8400 6900 5600 4200 3200
Hclgh dS.p_eed
ondition vf
(mmjmin) 2550 2650 3615 3468 3380 3100 2852 2730
n
Geger'al (min-1) 11400 5700 3800 2900 2400 2000 1500 1200
Alloy Steel, < condiion i 500 600 744 720 720 627 5T6 532
Hardened Steel :epgolbsz%
(55-65HRC) : ) ( n ) 25800 12900 8600 6500 5300 4400 3300 2600
nghgpeed min-
Condition vf
(mm)min) 1400 1660 2304 2280 2220 2007 1856 1762

[Note]
1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
4. Recommended Coolant: Oil Mist, Cutting Oil.
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Recommended Cutting Data

SH360-B2/BH2
Profile Milling: Alloys Steel, Pre-hardened Steel, Hardened Steel
Cutting Cut Cutting Ball Radius R (mm)
Workpiece Depth Ll Condition
(mm) Application (mm)
RLLR2 R3 R4 RS R6 RS
General (min-1) 20000 10300 6900 5100 4100 3400 2550
A e Ap=0.05~0.1 Condition (mm/min) | 1500 1650 1650 1700 1700 1750 1750
(oteriRe) | Ae<002D HighSpeed | (mi-) 35000 17500 11600 8700 7000 6000 4500
Condition (mm/miny | 2600 2700 2700 2850 2850 2900 2900
General (min-1) 15900 8000 5300 4000 3200 2600 1950
Alloy Steel. » 0 oc 0 Condition (mm/miny | 1200 1300 1300 1350 1350 1400 1400
m Hardéned Steel "P=2:0901
(45-55HRC) : High Speed (min-1) 28600 14300 9500 7200 5700 4500 3380
Condition (mm/miny | 2200 2300 2300 2350 2350 2400 2400
General (min-1) 12000 6000 4000 2900 2400 2100 1600
Alloy Steely )0 0s 01 Condition (mm"/ﬂnin) 900 960 960 920 920 900 = 900
Hardened Steel "o <077D
(55-65HRC) ' High Speed (min-1) 25400 12700 8500 6400 5000 1900 1450
Condition (mm/miny | 1800 1800 1800 1500 1500 1500 1500

[Note]
1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
4. Recommended Coolant: Oil Mist, Cutting Oil.
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Recommended Cutting Data

SH360-B4/BH4
Profile Milling: Alloys Steel, Pre-hardened Steel, Hardened Steel
Cutting Cuti Cutting Ball Radius R (mm)
Workpiece Depth Ll Condition
(mm) Application (mm)
RL R2 R3 R4 RS R6 RS
General (min1) 20000 10300 6900 5100 4100 3400 2550
A e 4 Ap=0.05~0.1 Condition (mm/miny | 1500 1650 1650 1700 1700 1750 1750
(oterRe) | Ae<002D HighSpeed | (mi-) 35000 17500 11600 8700 7000 6000 4500
Condition (mm/miny | 2600 2700 2700 2850 2850 2900 2900
General (min-1) 15900 8000 5300 4000 3200 2600 1950
AlloySteel, ) o 0o o0 Condition (mm/miny | 1200 1300 1300 1350 1350 1400 1400
m Hardened Steel "P=20751
(45-55HRC) : High Speed (min-1) 28600 14300 9500 7200 5700 4500 3380
Condition (mm/miny | 2200 2300 2300 2350 2350 2400 2400
General (min-1) 12000 6000 4000 2900 2400 2100 1600
Alloy Steel. 0 0c 0 Condition (mm/miny | 900 960 960 920 920 900 900
Hardened Steel "Ko<0707D
(55-65HRC) ' High Speed (mim-1) 25400 12700 8500 6400 5000 1900 1450
Condition (mm/miny 1800 1800 1800 1500 1500 1500 1500

[Note]
1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long,
please adjust the speed, feed and cutting depth.
4. Recommended Coolant: Oil Mist, Cutting Oil.
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Recommended Cutting Data

FH200-R4/RN4-H m
Face Milling :Alloys Steel, Hardened Steel

. . Tool Diameter(mm)
Cutting v Cutting
Workpiece Depth m/r(r:'nin Condition
mm
(mm) 1 2 4 6 8 10 12
< n
n z’\lloySteel) ap<0.03D 150 (min-1) 40000 24000 12000 8000 6500 @ 5000 @ 4500
< 48HRC vf
2e<0.5D (mm/min) 2640 3120 3840 @ 5760 @ 5760 5800 5200
Alloy Steel ap<0.025D (mi%—l) 33000 20000 10000 7000 @ 5500 @ 4000 @ 3500
Hardened Steel 125 ¢
m (45-55HRC) ae<0.5D (mmv/min) 2200 2600 3200 @ 4800 @ 4800 4400 3800
Alloy Steel ap<0.02D (mirr]1-1) 23000 14000 7200 5000 3600 @ 3000 @ 2500
Hardened Steel 90 ¢
(55-65HRC) ae<0.5D (mm\?min) 2000 = 2500 @ 2800 @ 3500 @ 3300 @ 3000 @ 2600

[Note]
1. It's a normal phenomenon that the cutting edge turns red during processing. As long as the machine has no obvious
vibration or the cutting tool has no obvious collapse, it can continue to be used.
2. Itis notsuitable for large cutting depth and side milling.
3. Please adjust the speed, feed and cutting depth according to actual cutting conditions.
4. Air blow or oil mist is recommended for good chip evacuation.

FH200-R6/RN6/RH6-H
Face Milling : Alloys Steel, Hardened Steel
. Tool Diameter(mm
_ Cutting Ve Cutting (mm)
Workpiece Depth m/min Condition
(mm) (mm)
6 8 10 12 16 20
n 3200-  2400-  1900-  1600-  1200-  950-
AloySteel  APSO03D - (min-1) 4800 3600 2900 2400 1800 1450
(<48HRC) | L <05D vf 2200-  2200-  2200-  2200- = 2500-  2500-
= (mm/min) 3000 3000 3000 3000 3500 3500
n 3200-  2400-  1900-  1600-  1200-  950-
m lloySteel | |ap<0035D (min-1) 4800 3600 2900 2400 1800 1450
(45-55HRC) | 20<0.5D vf 1920-  1950- = 1950- = 1920- = 2160- = 2280-
S (mm/min) | 2880 | 2920 | 2950 2880 | 3240 3480

[Note]
1. Itis normal for the cutting edge to turn red during processing. As long as there is no obvious vibration in the machine or
obvious damage in the cutting tool, it can continue to be used.
2. The cutting speed is negatively correlated with tool life. To achieve better tool life, it is suggested that the cutting speed be
selected between 60-80m/min.
3. Due to the special shape of the cutting edge, there will be corresponding tool contour marks on the surface of the workpiece,
which can be easily removed by subsequent semi-finishing.
4. Thereis no cutting edge in the center of the tool, so vertical cutting is not allowed. The tool should be cut horizontally or
obliquely from the edge of the workpiece.
5. Itis notsuitable for large cutting depths and side milling.
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Programming Data
FH200-R6/RN6/RH6-H

Ramping Guide For Circular and Linear Ramping
Geometrical Parameters Circular Interpolation Linear Ramping
Optimal Range of Circle ~ Calculated Length Per Ramp Angle (mm)
Diameter Aplmax R R.  YRC CRN DiameterforASingle Pass Ramp Angle(degree)
[mm] [mm)] [mm] [mm] [mm] [mm] Smallest largest 1° 2° 3° 4° 5°
6 0.20 9 0375 075 1.26 8.52 12.00 1151 575 3.83 287 230
8 0.27 12 0.500 1.00 1.68 11.36 16.00 1534 7.67 511 3.83 3.06
10 0.33 15 0.625 125 2.10 14.20 20.00 19.18 958 639 4.79 3.83
12 0.40 18 0.750 1.50 | 2.52 17.04 24.00 23.01 1150 7.66 @574 4.59
16 0.54 24 1.000  2.00 @ 3.36 22.72 32.00 30.68 15.34 10.22 7.66 6.12
20 0.67 30 | 1.250  2.00 4.2 28.40 40.00 3835  19.17 | 1277  9.57 @ 7.65
Recommended Percentage of Programmed Feed Rate To Use While Ramping 100% 70% | 50%  30% 10%

R=the head radius size.

YRC=distance from centreline to the crown of the R radius.

CRN=distance from centreline to the start of the cutting edge. This dimension can also help determine the minimum circle size when helical ramping.
R.=the shoulder radius or radius at the corner of the cutter.

YRC
CRN

R
Re _\

AP1 max —

| £

FH200-H Schematic diagram of the bottom edge of 6 flute corner radius endmill
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Recommended Cutting Data (General Type)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length
Micro Diameter Endmills for Deep Machining

Workpiece Material 5 | F | m m
Carbon Steel, Alloy Steel, PH,Ferrite,
A AR ETEE owemes  SmwEERS
Ratio to Stcau"t‘(j:;;j CLL 1.00 0.90 0.70 120 0.50 0.45

(quli:a:) Unq%ﬁ?)ﬁCk ey r/rrrllin mm\fmin r/rgin mm\;fmin r/nr;in mm\?:'nin r/nr;in mm\7min r/rrr‘ﬂn mm\;fmin r/rrr]ﬁn mm\fmin

0.3 0.006 45,000 450 45,000 428 43,740 313 50,000 500 38,475 230 36,045 187

0.1 0.5 0.004 45,000 450 45,000 428 43,740 313 50,000 500 38,475 230 36,045 187

1 0.003 45,000 410 43,740 387 39,330 284 50,000 455 34,650 209 32,445 168

0.5 0.02 40,500 574 36,450 517 34,425 363 45,000 637 30,375 271 28,350 218

1 0.014 40,500 574 36,450 517 34,425 363 45,000 637 30,375 271 28,350 218

0.2 1.5 0.008 36,450 473 32,805 425 30,983 326 43,740 567 27,338 244 25515 196

2 0.005 32,400 378 29,160 340 27,540 257 38,880 454 24,300 193 22,680 155

0.003 32,400 340 29,160 306 27,540 231 38,880 409 24,300 174 22,680 140

1 0.021 36,000 510 32,400 459 30,600 322 43,200 612 27,000 240 25,200 194

1.5 0.021 36,000 510 32,400 459 30,600 322 43,200 612 27,000 240 25,200 194

0.3 2 0.012 32,400 420 29,160 378 27,540 290 38,880 504 24,300 217 22,680 175

2.5 0.01 32,400 420 29,160 378 27,540 290 38,880 504 24,300 217 22,680 175

3 0.008 32,400 420 29,160 378 27,540 290 38,880 504 24,300 217 22,680 175

1 0.04 28,800 635 25920 572 24,480 401 34,560 762 21,600 300 20,160 241

1.5 0.028 28,800 635 25920 572 24,480 401 34,560 762 21,600 300 20,160 241

2 0.028 28,800 635 25920 572 24,480 401 34,560 762 21,600 300 20,160 241

2.5 0.022 25,920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

3 0.016 25,920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

0.4 Bi5 0.012 25,920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

4 0.01 25,920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

5 0.01 23,040 407 20,736 365 19,584 234 27,648 488 17,280 207 16,128 163

6 0.006 23,040 407 20,736 365 19,584 234 27,648 488 17,280 207 16,128 163

8 0.003 20,160 310 18,144 279 17,136 180 24,192 372 15,120 155 14,112 118

10 0.002 17,280 228 15,552 205 14,688 132 20,736 274 12,960 114 12,096 86

1 0.05 28,800 635 25920 572 24,480 482 34560 762 21,600 300 20,160 241

1.5 0.05 28,800 635 25920 572 24,480 482 34560 762 21,600 300 20,160 241

2 0.035 28,800 635 25920 572 24,480 482 34,560 762 21,600 300 20,160 241

2.5 0.03 25,920 523 23,328 471 22,032 397 31,104 627 19,440 269 18,144 217

0 3 0.02 25,920 523 23,328 471 22,032 397 31,104 627 19,440 269 18,144 217

4 0.02 25,920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

5 0.013 25,920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

6 0.013 23,040 407 20,736 365 19,584 234 27,648 488 17,280 207 16,128 163

[Note] Please refer to P593

GESAC _ 589




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length ) Continuation
Micro Diameter Endmills for Deep Machining

Workpiece Material E m m
e R N R oy
Ratio to Stcau"t‘(j:;;j depth of 1.00 0.90 0.70 120 0.50 0.45
(rlh::/:ilra:) Unlf:%ﬁ:t‘)ﬁ(:k ap r/r!r11in mm\ﬁ‘nin r/nr]1in mm\?cmin r/nrjmin mm\?‘min r/nqin mm\?fmin r/r?ﬂn mm\?fmin r/r?ﬂn mm\fmin
05 8 0.008 23,040 348 20,736 313 19,584 222 27,648 418 17,280 175 16,128 132
10 0.004 20,160 270 18,144 243 17,136 157 24,192 324 15,120 135 14,112 103
2 0.042 28,800 907 25920 816 24,480 572 34,560 1,089 21,600 428 20,160 345
3 0.035 25,920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
4 0.024 25,920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
5 0.02 25,920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
0.6 6 0.015 25,920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
7 0.015 23,040 644 20,736 580 19,584 445 27,648 773 17,280 332 16,128 268
8 0.015 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
9 0.012 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
10 0.009 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
2 0.07 28,800 907 25920 816 24,480 572 34,560 1,089 21,600 428 20,160 346

4 0049 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18144 311
0.7 6 0018 25920 746 23328 671 22,032 516 31,104 896 19,440 385 18,144 311
8 0018 23040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232

10 0018 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232

4 0056 28,800 907 25920 816 24,480 702 34,560 1,089 21,600 619 20,160 380

0032 25920 746 23328 671 22,032 610 31,104 896 21,600 599 18144 341

0.8 8 002 25920 746 23328 671 22,032 516 31,104 896 19,440 385 18144 311
10 0.02 23040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232

12 0012 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232

6 0036 25920 895 23328 806 22,032 618 31,104 985 19,440 500 18,144 373

8 0023 25920 820 23328 738 22032 567 31,104 985 19,440 462 18,144 341

10 0023 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232

12 0023 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232

2 01 25920 1220 23,328 1,098 22,032 1,035 31,104 1465 20,637 907 18,144 761

3 0085 25920 1220 23328 1,098 22,032 1,035 31,104 1465 20,637 907 18,144 761

4 007 25920 1220 23,328 1,098 22,032 969 31,104 1465 20,637 867 18,144 689

1 5 0055 25920 1220 23328 1,098 22,032 925 31,104 1465 20,637 784 18144 617
6
7
8

0.9

0.04 23,328 1,008 20,995 907 19,829 813 27,994 1210 18,630 671 16,330 419
0.04 23,328 1,008 20,995 907 19,829 753 27,994 1210 18,630 633 16,330 419
0.04 23328 1,008 20,995 907 19,829 753 27,994 1210 18,630 560 16330 419

[Note] Please refer to P593
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Recommended Cutting Data (General Type)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length
Micro Diameter Endmills for Deep Machining

) Continuation

Workpiece Material E m m
s SR el GG WEE me
Ratioto Stci“t‘(j:;;j depth of 1.00 0.90 0.70 120 0.50 0.45

B/Iii;l. Unlfjeenrg’\tlﬁCk - n Vf n Vf n Vf n Vf n. Vf n. Vf
(mm) (mm) r/min . mm/min  r/min  mm/min  r/min  mm/min  r/min mm/min  r/min mm/min = r/min  mm/min
9 0.033 23,328 1,008 20,995 907 19,829 696 27,994 1,210 17,496 519 16,330 419

10 0.025 23,328 1,008 20,995 907 19,829 696 27,994 1,210 17,496 519 16,330 419

12 0.025 20,736 784 18,662 706 17,626 452 24,883 941 15,552 399 14,515 313

1 14 0.025 20,736 784 18,662 706 17,626 452 24,883 941 15,552 399 14,515 313
16 0.015 20,736 671 18,662 605 17,626 428 24,883 806 15,552 336 14,515 255

20 0.01 18,621 549 20,111 494 15,828 313 22,345 659 13,966 275 13,035 203

25 0.005 15,750 427 17,010 384 13,388 243 18,900 512 11,813 213 11,025 158

6 0.084 23,040 1,089 20,736 980 19,584 783 27,648 1,307 17,280 513 16,128 414

8 0.048 20,736 896 18,662 806 17,626 705 24,883 1,075 15,552 462 14,515 373

1.2 10 0.03 20,736 896 18,662 806 17,626 670 24,883 1,075 15,552 462 14,515 373
12 0.03 20,736 896 18,662 806 17,626 618 24,883 1,075 15,552 462 14,515 373

16 0.02 18432 79 16,589 716 15,667 550 22,118 955 13,824 410 12,902 331

14 6 0.1 20,160 952 18,144 858 17,136 601 24,192 1,143 15,120 449 14,112 363
12 0.035 18,144 784 16,330 706 15,422 541 21,773 941 13,608 404 12,701 326

4 0.11 20,160 1,047 18,144 943 17,136 721 24,192 1,257 15,120 583 14,112 434

6 0.11 20,160 1,047 18,144 943 17,136 721 24,192 1,257 15,120 561 14,112 434

8 0.08 18,144 862 16,330 846 15,422 649 21,773 1,034 13,608 484 12,701 374

10 0.06 18,144 784 16,330 776 15422 649 21,773 1,034 13,608 484 12,701 374

12 0.06 18,144 784 16,330 706 15,422 649 21,773 941 13,608 404 12,701 326

14 0.038 18,144 784 16,330 706 15,422 649 21,773 941 13,608 404 12,701 326

13 16 0.038 16,128 609 14,515 549 13,709 352 19,354 732 12,096 311 11,290 244
18 0.038 16,128 609 14,515 549 13,709 352 19,354 732 12,096 311 11,290 244

20 0.038 16,128 609 14,515 549 13,709 352 19,354 732 12,096 311 11,290 244

25 0.023 12,096 392 10,886 353 10,282 250 14,515 471 9,072 196 8,467 149

30 0.015 10,080 266 10,886 239 8,568 160 12,096 320 7,560 125 7,056 101

85 0.01 10,080 266 10,886 239 8,568 160 12,096 320 7,560 125 7,056 101

40 0.005 8,064 142 7,258 128 6,854 86 9,677 171 6,048 67 5,645 54

G 6 0.11 18,720 1,081 16,848 1,017 15912 683 22,464 1,179 14,040 509 13,104 410
8 0.11 18,720 1,081 16,848 885 15912 621 22,464 1,179 14,040 509 13,104 410

6 0.13 18,720 1,081 16,848 1,061 15912 683 22,464 1,179 14,040 556 13,104 448

18 8 0.13 18,720 1,081 16,848 973 15912 621 22,464 1,179 14,040 556 13,104 448
2 4 0.2 15,120 1,057 13,608 943 12,852 661 18,144 1,257 11,340 493 10,584 399

[Note] Please refer to P593
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

e e R R R o o
Ratio to Sfu’;‘(j:;;j el 1.00 0.90 0.70 120 0.50 0.45

(?{EE) Unlf(j%%ECk el r/nr"\in mm\7min r/nrjlin mm\;fmin r/rrr.lﬂn mm\fmin r/rrr11in mm\;fmin r/r?ﬂn mm\fmin r/r!r11in mm\?‘min

6 0.2 15,120 1,057 13,608 943 12,852 661 18,144 1,257 11,340 493 10,584 399

8 0.14 15,120 1,057 13,608 943 12,852 661 18,144 1257 11,340 493 10,584 399

10 0.14 15,120 1,057 13,608 943 12,852 661 18,144 1,257 11,340 493 10,584 399

12 0.1 13,608 862 12,247 776 11,567 595 16,330 1,034 10,206 444 9,526 358

14 0.08 13,608 862 12,247 776 11,567 595 16,330 1,034 10,206 444 9,526 326

16 0.08 13,608 823 12,247 776 11,567 541 16,330 941 10,206 404 9,526 326

2 18 0.05 13,608 823 12,247 776 11,567 541 16,330 941 10,206 404 9,526 326

20 0.05 13,608 784 12,247 706 11,567 541 16,330 941 10,206 404 9,526 326

25 0.05 12,096 609 10,886 549 10,282 352 14,515 732 9,072 311 8,467 244

30 0.03 12,096 609 10,886 549 10,282 352 14,515 732 9,072 311 8,467 244

35 0.02 10,584 437 9,526 393 8,996 254 12,701 525 7,938 205 7,409 167

40 0.01 10,584 437 9,526 393 8,996 254 12,701 525 7,938 205 7,409 167

50 0.005 9,072 266 8,165 239 7,711 155 10,886 320 6,804 125 6,350 101

8 0.18 12,960 1,122 11,664 1,011 11,016 708 15,552 1,347 9,720 578 9,072 427

12 0.18 12,960 1,122 11,664 1,011 11,016 644 15,552 1,134 9,720 529 9,072 388

16 0.1 11,664 966 10,498 869 9,914 580 13,997 1,008 8,748 476 8,165 349

2.5 20 0.1 11,664 840 10,498 756 9,914 580 13,997 1,008 8,748 476 8,165 349

30 0.06 10,368 653 9,331 588 8,813 392 12,442 783 7,776 307 7,258 248

40 0.03 9,072 469 8,165 422 7,711 282 10,886 563 6,804 221 6,350 178

50 0.01 9,072 469 8,165 422 7,711 282 10,886 563 6,804 221 6,350 178

8 0.3 11,520 997 10,368 897 9,792 629 13,824 1,198 9,540 513 8,064 380

12 0.21 11,520 997 10,368 897 9,792 629 13,824 1,198 9,540 513 8,064 380

16 0.15 10,368 895 9,331 738 8,813 567 12,442 1,030 8,505 462 7,258 341

5 20 0.12 10,368 820 9,331 738 8,813 567 12,442 896 8,505 462 7,258 341

25 0.08 10,368 820 9,331 738 8,813 567 12,442 896 8,505 462 7,258 341

30 0.08 10,368 746 9,331 671 8,813 567 12,442 896 8,505 462 7,258 312

40 0.05 9,216 663 8,294 597 7,834 458 11,059 796 6,912 342 6,451 276

50 0.02 8,064 417 7,258 375 6,854 250 9,677 500 6,048 196 5,645 158

12 0.4 8,460 1,692 7,614 1,372 7,191 1,222 10,350 2,070 6,345 812 5,922 655

a 16 0.28 8,460 1,692 7,614 1,372 7,191 1,222 10,350 2,070 6,345 812 5,922 655

20 0.28 7,614 1,523 6,853 1,234 6,472 1,100 9,315 1,863 5,711 731 5,330 590

25 0.16 7,614 1,372 6,853 1,110 6,472 990 9,315 1,677 57711 731 5,330 590

[Note] Please refer to P593
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Recommended Cutting Data (General Type)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length
Micro Diameter Endmills for Deep Machining

) Continuation

Workpiece Material . | "E | m m
Carbon Steel, Alloy Steel, PH,Ferrite,
posed ol wemess . UIOSRS Rl
Ratio to Stcau’l‘(j:;;j e 1.00 0.90 0.70 120 0.50 0.45
(EM{E:) Unlf:ej]{%ﬁd( el r/nqin mm\;fmin r/r?ﬂn mm\?:'nin r/rrr.lﬂn mm\;fmin r/r[r.lﬁn mm\7r11in r/nn1in mm\fmin r/r!r11in mm\;fmin
30 0.16 7,614 1,372 6,853 1,110 6,472 990 9,315 1,677 5711 731 5,330 590
35 0.1 6,853 1,234 6,168 999 5,825 891 8,223 1,481 5,140 658 4,797 530
N 40 0.1 6,853 1,234 6,168 999 5,825 891 8,223 1,481 5,140 658 4,797 530
50 0.06 5,922 846 5,330 761 5,034 592 7,106 1,015 4,442 398 4,145 321
20 0.3 6,761 1,487 6,085 1,338 5,747 946 8,113 1,622 5,071 635 4,732 514
25 0.3 6,084 1,216 5476 1,094 5,171 851 7,301 1,459 4,563 572 4,259 462
5 30 0.2 6,084 1,095 5,476 985 5,171 766 7,301 1,315 4,563 516 4,259 416
40 0.15 5,476 986 4,928 887 4,654 690 6,571 1,184 4,107 464 3,833 374
50 0.1 5,476 986 4,928 887 4,654 690 6,571 1,184 4,107 464 3,833 374
20 0.5 5,564 1,333 5,008 1,200 4,730 932 6,676 1,466 4,173 689 3,894 506
. 30 0.4 5,058 1,211 4,552 1,091 4,299 848 6,070 1,332 3,794 626 3,541 460
40 0.3 5,058 998 4,552 898 4,299 762 6,070 1,199 3,794 563 3,541 413
50 0.2 4,500 887 4,050 798 3,825 621 5,400 981 3,375 464 3,150 341
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for
hardened Steel (45~55HRC), ap*0.5.

2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.

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

4. If the rpm of the machine is lower than the data in the above table, the feed rate should also be lowered in the same ratio.
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length
Micro Diameter Endmills for Deep Machining

Workpiece Material

dosel Wl el I, WO el
Relioie Sté"u”t?:;;j depthiof 1.00 0.90 0.70 1.20 0.50 0.45
(rlls:ilra:) Unlf(j%ﬁ?)ﬁ(:k ey r/r?\in mm\;fmin r/nr;in mm\?;nin r/r?\in mm\?fmin r/rrr‘ﬁn mm\;fmin r/rrr]ﬁn mm\?fmin r/rgin mm\;fmin
0.3 0.006 50,000 350 45,000 299 43,740 218 50,000 350 38,475 160 36,045 130
0.1 0.5 0.004 50,000 350 45,000 299 43,740 218 50,000 350 38,475 160 36,045 130
1 0.003 50,000 318 43,740 271 39,330 198 50,000 318 34,650 146 32,445 116
0.5 0.015 40,500 401 36,450 361 34,425 254 45,000 446 30,375 189 28,350 152
1 0.011 40,500 401 36,450 361 34,425 254 45,000 446 30,375 189 28,350 152
0.2 1S 0.006 36,450 330 32,805 297 30,983 228 43,740 397 27,338 170 25,515 137
2 0.004 32,400 265 29,160 238 27,540 180 38,880 317 24,300 149 22,680 132
3 0.002 32,400 238 29,160 214 27,540 161 38,880 285 24,300 149 22,680 120
1 0.021 36,000 408 32,400 367 30,600 257 43,200 490 27,000 216 25,200 174
1.5 0.021 36,000 408 32,400 367 30,600 257 43,200 490 27,000 216 25200 174
0.3 2 0.012 32,400 336 29,160 302 27,540 231 38,880 403 24,300 173 22,680 140
2.5 0.01 32,400 336 29,160 302 27,540 231 38,880 403 24,300 173 22,680 140
3 0.008 32,400 336 29,160 302 27,540 231 38,880 403 24,300 162 22,680 131
1 0.04 28,800 572 25920 514 24,480 361 34,560 686 21,600 267 20,160 217
1.5 0.028 28,800 572 25920 514 24,480 361 34,560 686 21,600 267 20,160 217
2 0.028 28,800 572 25920 514 24,480 361 34,560 686 21,600 267 20,160 217
2.5 0.022 25920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
3 0.016 25,920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
0.4 Bi5 0.012 25,920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
4 0.01 25,920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
5 0.01 23,040 284 20,736 256 19,584 187 27,648 365 17,280 166 16,128 130
6 0.006 23,040 284 20,736 256 19,584 187 27,648 365 17,280 166 16,128 130
8 0.003 20,160 216 18,144 195 17,136 144 24,192 260 15,120 127 14,112 115
10 0.002 17,280 159 15,552 143 14,688 105 20,736 191 12,960 93 12,096 85
1 0.05 28,800 572 25920 514 24,480 401 34,560 686 21,600 269 20,160 217
1.5 0.05 28,800 572 25920 514 24,480 401 34,560 686 21,600 269 20,160 217
2 0.035 28,800 572 25920 514 24,480 401 34,560 686 21,600 269 20,160 217
2.5 0.03 25,920 418 23,328 376 22,032 319 31,104 501 19,440 215 18,144 173
0 3 0.02 25,920 418 23,328 376 22,032 319 31,104 501 19,440 215 18,144 173
4 0.02 25,920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
5 0.013 25,920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
6 0.013 23,040 325 20,736 292 19,584 187 27,648 390 17,280 166 16,128 130

[Note] Please refer to P598

594 _ GESAC



Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

A I owREe oL, A wes
Ratioto S?u“t‘(j:;;j depth of 1.00 0.90 0.70 120 0.50 0.45

Bdigl. Unlfjeenrg'\tlﬁCk . n Vf n Vf n Vf n Vf n Vf n. Vf
(mm) (mm) r/min . mm/min  r/min  mm/min  r/min | mm/min  r/min  mm/min  r/min_ mm/min  r/min  mm/min
8 0.008 23,040 278 20,736 250 19,584 155 27,648 334 17,280 140 16,128 105

0> 10 0.004 20,160 216 18,144 194 17,136 109 24,192 259 15,120 95 14,112 71
2 0.042 28,800 816 25,920 734 24,480 515 34,560 980 21,600 384 20,160 310

3 0.035 25920 671 23,328 604 22,032 464 31,104 806 19,440 347 18,144 279

4 0.024 25920 671 23,328 604 22,032 464 31,104 806 19,440 347 18,144 279

5 0.02 25,920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248

0.6 6 0.015 25,920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248
1 0.015 23,040 515 20,736 464 19,584 356 27,648 618 17,280 266 16,128 214

8 0.015 23,040 464 20,736 418 19,584 267 27,648 536 17,280 236 16,128 185

9 0.012 23,040 464 20,736 418 19,584 267 27,648 536 17,280 236 16,128 185

10 0.009 23,040 464 20,736 418 19,584 267 27,648 536 17,280 236 16,128 185

2 0.07 28,800 816 25920 734 24,480 515 34,560 980 21,600 384 20,160 310

4 0.049 25920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248

0.7 0.018 25920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248
8 0.018 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162

10 0.018 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162

4 0.056 28,800 816 25,920 734 24,480 572 34,560 980 21,600 428 20,160 345

0.032 25920 597 23,328 536 22,032 516 31,104 716 19,440 385 18,144 311

0.8 8 0.02 25,920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248
10 0.02 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162

12 0.012 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162

6 0.036 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311

8 0.023 25920 671 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311

02 10 0.023 23,040 464 20,736 418 19,584 267 27,648 557 17,280 236 16,128 185
12 0.023 23,040 406 20,736 373 19,584 267 27,648 487 17,280 236 16,128 185

2 0.09 25,920 1,098 23,328 988 22,032 842 31,104 1,319 19,440 629 18,144 507

3 0.07 25,920 1,098 23,328 988 22,032 842 31,104 1,319 19,440 629 18,144 507

4 0.065 25920 1,098 23,328 988 22,032 842 31,104 1,319 19,440 629 18,144 507

1 5 0.05 25,920 1,098 23,328 988 22,032 842 31,104 1,319 19,440 629 18,144 507
6 0.035 23,328 907 20,995 816 19,829 696 27,994 1,148 17,496 519 16,330 376

T 0.035 23,328 907 20,995 816 19,829 696 27,994 1,148 17,496 519 16,330 376

8 0.035 23,328 907 20,995 816 19,829 696 27,994 1,088 17,496 519 16,330 376

[Note] Please refer to P598
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length ) Continuation
Micro Diameter Endmills for Deep Machining

Workpiece Material n m m
Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel @ Copp:l? H?A{gir;%(?ith(;e;l Hérgir%es?-‘gtg)el
(180~250HB) (25~35HRC) (35~45HRC) opper Afloys
il Stcau”t‘(’:;? dhpiney 1.00 0.90 0.70 120 0.50 0.5
[’;Iii;l Unlfj:r:' ';‘ﬁCk 8 n Vf n Vf n Vf n Vf n Vf n Vf
(mrﬁ) (mr%’n) P r/min  mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min

9 003 23328 907 20,995 816 19,829 626 27,994 1,088 17,496 415 16330 335
10 0022 23328 806 20,995 734 19,829 626 27,994 1,088 17,496 415 16330 335

12 0022 20,736 626 18,662 564 17,626 361 24,883 752 15552 319 14515 250

1 14 0022 20,736 626 18,662 564 17,626 361 24,883 752 15552 319 14515 250
16 0012 20,736 536 18,662 483 17,626 342 24883 644 15552 268 14,515 203

20 0008 18621 439 16,759 395 15828 250 22,345 527 13966 192 13,035 142

25 0005 15750 341 14175 307 13,388 194 18900 410 11,813 149 11,025 110

0.084 23,040 980 20,736 882 19,584 684 27,648 1,175 17280 462 16,128 373

0.048 20,736 806 18,662 725 17,626 616 24,883 967 15552 415 14515 335

12 10 003 20,736 806 18,662 725 17,626 616 24,883 967 15552 415 14,515 335
12 003 20,736 644 18,662 578 17,626 494 24883 860 15552 369 14515 298

16 002 18432 636 16589 501 15667 439 22,118 763 13,824 328 12902 265

6 0.1 20,160 857 18,144 771 17,136 541 24,192 1,029 15120 404 14,112 325

12 0035 18144 705 16330 635 15422 486 21,773 846 13,608 364 12,701 293

4 011 20,160 952 18,144 858 17,136 601 24,192 1,143 15120 449 14112 362

011 20,160 857 18,144 779 17,136 601 24,192 1,029 15120 449 14112 362

8 006 18144 784 16330 706 15422 541 21,773 941 13,608 404 12,701 326

10 006 18144 705 16330 635 15422 541 21,773 941 13,608 404 12,701 326

12 006 18144 705 16330 635 15422 541 21,773 846 13,608 364 12,701 293

14 0038 18144 705 16330 635 15422 541 21,773 846 13,608 364 12,701 293

15 16 0038 16,128 548 14515 494 13,709 316 19,354 658 12,096 279 11290 219
18 0038 16,128 548 14,515 494 13709 316 19,354 658 12,096 279 11,290 219

20 0038 16,128 548 14515 439 13,709 281 19,354 658 12,096 248 11290 194

25 0023 12,096 352 10,886 282 10,282 200 14,515 423 9,072 157 8467 119

30 0015 10,080 239 10,886 191 8568 134 12,096 287 7,560 100 7,056 80

35 001 10,080 212 10,886 167 8568 134 12,096 256 7,560 100 7,056 80

40 0005 8064 113 7258 102 6854 68 9,677 137 6,048 53 5645 43

1.4

6 0.11 18,720 879 16,848 796 15912 621 22,464 1,061 14,040 464 13,104 374

Lo 8 0.11 18,720 879 16,848 796 15912 559 22,464 1,061 14,040 464 13,104 374
6 0.13 18,720 897 16,848 796 15912 621 22,464 1,061 14,040 464 13,104 374

18 8 0.13 18,720 897 16,848 796 15912 559 22464 1,061 14,040 464 13,104 374
2 4 0.2 15,120 857 13,608 775 12,852 590 18,144 1,143 11,340 449 10,584 362

[Note] Please refer to P598
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length ) Continuation
Micro Diameter Endmills for Deep Machining

Workpiece Material
Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel Co Coeprp:ﬁ,o s Hf{gi'é%?qitce)el H(asrgzréescli_litce)el
(180~250HB) (25~35HRC) (35~45HRC) pper Atoy
o s Stcau"t?:;? dzinGy 1.00 0.90 0.70 120 0.50 0.45
gligl Unfl;:‘ ﬁﬁCk g n Vf n Vf n Vf n Vf n Vf n Vf
(mrﬁ) (mrgn) P r/min - mm/min  r/min  mm/min  r/min  mm/min  r/min  mm/min  r/min | mm/min  r/min mm/min
6 0.2 15,120 857 13,608 775 12,852 590 18,144 1,143 11,340 449 10,584 362
8 0.14 15,120 857 13,608 775 12,852 590 18,144 1,143 11,340 449 10,584 362

10 0.14 15,120 857 13,608 75 12,852 590 18,144 1,143 11,340 449 10,584 362
12 0.08 13,608 784 12,247 706 11,567 531 16,330 941 10,206 404 9,526 326
14 0.08 13,608 784 12,247 706 11,567 531 16,330 941 10,206 404 9,526 293
16 0.08 13,608 705 12,247 636 11,567 486 16,330 846 10,206 383 9,526 293
2 18 0.05 13,608 705 12,247 636 11,567 486 16,330 846 10,206 364 9,526 260
20 0.05 13,608 626 12,247 564 11,567 432 16,330 799 10,206 323 9,526 260
25 0.05 12,096 548 10,886 494 10,282 281 14,515 658 9,072 279 8,467 209
30 0.03 12,096 487 10,886 439 10,282 246 14,515 585 9,072 248 8,467 194
35 0.02 10,584 349 9,526 314 8,996 203 12,701 419 7,938 164 7,409 133
40 0.01 10,584 306 9,527 275 8,996 177 12,701 367 7,938 143 7,409 116
50 0.005 9,072 212 8,165 167 7,711 108 10,886 256 6,804 87 6,350 70

8 0.18 12,960 1,021 11,664 919 11,016 644 15,552 1,225 9,720 482 9,072 388
12 0.18 12,960 918 11,664 840 11,016 580 15,552 1,021 9,720 468 9,072 348
16 0.1 11,664 755 10,498 682 9,914 521 13,997 907 8,748 405 8,165 314
2.5 20 0.1 11,664 715 10,498 640 9,914 464 13,997 756 8,748 405 8,165 279

30 0.06 10,368 522 9,331 411 8,813 313 12,442 626 7,776 245 7,258 198
40 0.03 9,072 328 8,165 295 7,711 225 10,886 393 6,804 176 6,350 142
50 0.01 9,072 304 8,165 274 7,711 183 10,886 338 6,804 154 6,350 124
8 0.3 11,520 907 10,368 816 9,792 572 13,824 1,089 8,640 428 8,064 345
12 0.21 11,520 907 10,368 816 9,792 572 13,824 1,089 8,640 428 8,064 345
16 0.12 10,368 746 9,331 671 8,813 516 12,442 896 7,776 385 7,258 310
20 0.12 10,368 708 9,331 635 8,813 516 12,442 806 7,776 385 7,258 310

’ 25 0.08 10,368 708 9,331 635 8,813 516 12,442 806 7,776 385 7,258 310
30 0.08 10,368 597 9,331 541 8,813 516 12,442 716 7,776 385 7,258 279
40 0.05 9,216 464 8,294 418 7,834 320 11,059 556 6,912 274 6,451 221
50 0.02 8,064 312 7,258 262 6,854 175 9,677 350 6,048 137 5,645 111
12 0.4 8,460 1,523 7614 1,233 7,191 1,100 10,350 1,863 6,345 730 5,922 589
4 16 0.28 8,460 1,523 7614 1,233 7,191 1,100 10,350 1,863 6,345 730 5,922 589

20 0.28 7,614 1,370 6,853 1,110 6,472 989 935 | AEGTT | Sl 657 5,330 529
25 0.16 7,614 1,233 6,853 998 6,472 891 9,315 1,508 5,711 657 5,330 529

[Note] Please refer to P598
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MILLING TOOLS

Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-SN2/SHM200-SN2
2 Flute, Standard Length
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

dosel i ekl R WO Wi
Ratio o Sartirs depth of 1.00 0.90 0.70 120 050 045
Bﬂigl. Unlfje%rg':ﬁCk ap . rrT: Vf n Vf n /i n. Vf n Vf n. Vf
(mm) (mm) in mm/min r/min mm/min r/min mm/min r/min mm/min  r/min mm/min  r/min mm/min
30 0.16 7,614 1,233 6,853 998 6,472 792 9,315 1,508 5,711 584 5,330 529
35 0.1 6,853 986 6,168 799 5,825 713 8,223 1,184 5,140 526 4,797 424
! 40 0.1 6,853 863 6,168 699 5,825 624 8,223 1,036 5,140 460 4,797 371
50 0.06 5,922 592 6,395 533 5,034 414 7,106 710 4,442 278 4,145 224
20 0.3 6,761 1,216 6,085 1,094 5,747 851 8,113 1,459 5,071 572 4,732 462
25 0.3 6,084 1,094 5,476 985 5,171 765 7,301 1,312 4,563 514 4,259 415
5 30 0.2 6,084 985 5,476 886 5,171 689 7,301 1,182 4,563 463 4,259 374
40 0.15 5,476 788 4,928 709 4,654 552 6,571 947 4,107 371 3,833 299
50 0.1 5,476 788 4,928 621 4,654 518 6,571 887 4,107 324 3,833 262
20 0.5 5564 1,111 5,008 1,000 4,730 778 6,676 1,333 4,173 522 3,894 422
30 0.4 5058 1,010 4,552 909 4,299 707 6,070 1,211 3,794 474 3,541 383
° 40 0.3 5,058 908 4,552 817 4,299 635 6,070 1,090 3,794 427 3,541 345
50 0.2 4,500 735 4,050 662 3,825 572 5,400 883 3315 384 3,150 311
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for
hardened Steel (45~55HRC), ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is lower than the data in the above table, the feed rate should also be lowered in the same ratio.

598 _ GESAC



Solid Carbide Endmills |

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

Aot el wewesed O fodmedssl dadeedsed
A (25~35HRC) (35~45HRC)
Ratio to stafidlard depth of 100 0.90 0.80 120 065 0.60
mill L
Dia. (mrm) Lgr?gh ap r/r?\in mm\?tmin r/rgin mm\;fmin r/nQin mm\;fmin r/nr1in mm\?;nin r/nqin mm\?;nin r/r?\in mm\;fmin
(mm) mm)
0.5 0.016 45,000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
002 1 0.011 45,000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
2 0.007 37,800 697 36,450 671 34425 572 45,000 728 30,375 448 28,350 365
0.2 0.5 0.02 45000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
1 0.014 45,000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
0.05 1.5 0.008 42,300 779 38,475 709 36,338 603 45,000 728 32,063 473 29,925 386
2 0.008 37,800 697 36,450 671 34,425 572 45,000 728 30,375 448 28,350 365
1 0.016 43,200 1,045 38,880 941 36,720 660 45,000 1,087 32,400 492 30,240 397
0.02 2 0.011 34992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
3 0.007 33,242 684 29,918 616 28,256 473 38,475 793 24,932 353 23,270 284
1 0.021 43,200 1,045 38,880 941 36,720 660 45,000 1,087 32,400 492 30,240 397
03 15 0.016 41,040 993 36,936 894 34,884 627 42,750 1,032 30,780 468 28,728 377
005 2 0.012 34,992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
25 0.01 34992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
3 0.008 33,242 684 29,918 616 28,256 473 38,475 793 24932 353 23,2710 284
1 0.016 34,470 929 31,104 836 29,030 714 41472 1,115 25,920 558 24,053 457
2 0.013 34,470 836 31,104 752 29,030 643 41,472 1,004 25,920 501 24,053 411
002 3 0.01 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288
4 0.007 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237
1 0.025 34,470 929 31,104 836 29,030 714 41472 1,115 25920 558 24,053 457
1.5 002 34,470 929 31,104 836 29,030 714 41472 1,115 25,920 558 24,053 457
2 0.016 34,470 836 31,104 752 29,030 643 41,472 1,004 25,920 501 24,053 411
04 005 25 0.015 32,400 797 29,160 716 27,540 609 38,880 956 24,300 478 22,680 391
3 0.014 26,393 584 23,793 527 22,208 449 BINGS 702 19,828 351 18,401 288
35 0.012 24,786 548 22,307 493 21,068 420 29,743 658 18,590 329 17,350 269
4 0.008 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237
1 0.033 34470 929 31,104 836 29,030 714 41,472 1,115 25,920 558 24,053 457
2 0.028 34,470 836 31,104 752 29,030 643 41,472 1,004 25,920 501 24,053 411
o1 3 0.016 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288
4 0.01 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237
1 0.016 34,470 929 31,104 836 29,030 714 41,472 1,115 25920 558 24,053 457
. 2 0.013 34,470 929 31,104 836 29,030 714 41472 1,115 25920 558 24,053 457

[Note] Please refer to P609
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

ol Tl et o TOHRS EmSRE
Ratio to standard depth of 1.00 0.90 0.80 120 0.65 0.60

Mill Under

Dia. (mrm) L':relgt(h ey r/r?\in mm\?;nin r/r?ﬁn mm\?:nin r/r?\in mm\?‘min r/rgin mm\?cmin r/r?]in mm\?cmin r/r?]in mm\;fmin
fmm) (mrm)

3 0.01 27,994 755 25,195 675 23,794 571 33,593 900 20,995 426 19,596 343

002 4 0.008 24,883 671 22,395 599 21,151 507 29,860 800 18,662 378 17,419 305

6 0.006 19,354 500 17,419 449 16,450 288 23,225 599 14,515 254 13,548 200

1 0.03 34,470 929 31,104 836 29,030 714 41,472 1,115 25,920 558 24,053 457

2 0.023 34,470 929 31,104 836 29,030 714 41,472 1,115 25,920 558 24,053 457

3 0.017 27,994 755 25,195 675 23,794 571 881598 900 20,995 426 19,596 343

0.05 4 0.017 24,883 671 22,395 599 21,151 507 29,860 800 18,662 378 17,419 305

0.5 5 0.011 21,773 588 19,596 525 18,507 444 26,127 700 16,330 331 15,241 267

6 0.008 19,354 500 17,419 449 16,450 288 23,225 599 14,515 254 13,548 200

1 0.035 34,470 929 31,104 836 29,030 714 41,472 1,115 25,920 558 24,053 457

2 0.03 34,470 929 31,104 836 29,030 714 41,472 1,115 25,920 558 24,053 457

3 0.02 27,994 755 25,195 675 23,794 571 33,593 900 20,995 426 19,596 343

o 4 0.02 24,883 671 22,395 599 21,151 507 29,860 800 18,662 378 17,419 305

5 0.013 21,773 588 19,596 525 18,507 444 26,127 700 16,330 331 15,241 267

6 0.013 19,354 500 17,419 449 16,450 288 23,225 599 14,515 254 13,548 200

2 0.016 34,470 1,310 31,104 1,182 29,030 892 41,472 1,576 25,920 697 24,053 572

002 4 0.013 27,994 1,032 25,195 929 23,794 713 BEISOSHENWS SR 01995 587, 19,596 429

6 0.01 21,773 803 19,596 723 18,507 554 26,127 963 16,330 414 15,241 334

2 0.028 34,470 1,310 31,104 1,182 29,030 892 41,472 1,576 25,920 697 24,053 572

4 0.019 27,994 1,032 25,195 929 23,794 713 33,593 1,238 20,995 532 19,596 429

005 6 0.012 21,773 803 19,596 723 18,507 554 26,127 963 16,330 414 15,241 334

0.6 8 0.01 20,684 762 18,616 687 17,582 527 24,821 915 15,513 393 14,479 317

10 0.007 18,507 610 16,656 549 15,731 440 22,208 733 13,880 320 12,955 258

2 0.035 34,470 1,310 31,104 1,182 29,030 892 41,472 1,576 25,920 697 24,053 572

4 0.024 27,994 1,032 25,195 929 23,794 713 33,593 1,238 20,995 532 19,596 429

0.1 6 0.015 21,773 803 19,596 723 18,507 554 26,127 963 16,330 414 15,241 334

8 0.013 20,684 762 18,616 687 17,582 527 24,821 915 5,313 393 14,479 317

10 0.009 18,507 610 16,656 549 15,731 440 22,208 733 13,880 320 12,955 258

4 0.024 27,994 1,032 25,195 929 23,794 713 33,593 1,238 20,995 532 19,596 429

0.05 6 0.015 21,773 803 19,596 723 18,507 554 26,127 963 16,330 414 15,241 334

o 4 0.029 27,994 1,032 25,195 929 23,794 713 33,593 1,238 20,995 532 19,596 429

o 6 0.018 21,773 803 19,596 723 18,507 554 26,127 963 16,330 414 15,241 334

[Note] Please refer to P609
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Solid Carbide Endmills |

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

Aot Sl wewsed o Fedmedssl Hodeeds
= (25~35HRC) (35~45HRC)
Ratio to stafdard depth of 1.00 0.90 0.80 120 0.65 0.60
mill s
Dia. (mrm) Lgsgt(h alp r/r?]in mm\?cmin r/r?]in mm\;fmin r/nqin mm\?;nin r/r;in mm\?;nin r/r?]in mm\?;nin r/rgin mm\?cmin
(mm) (mm)
4 0.016 36,000 1,328 32,400 1,194 30,600 1,015 43,200 1,592 27,000 797 25,200 651
0.02 6 0.013 27,540 914 24,786 823 23,409 777 33,048 1,096 20,655 609 19,278 498
4 0.026 36,000 1,328 32,400 1,194 30,600 1,015 43,200 1,592 27,000 797 25,200 651
6 0015 27,540 914 24,78 823 23,409 777 33,048 1,096 20,655 609 19,278 498
0.05 8 0.012 22,032 680 19,829 612 18,727 578 26,438 815 16,524 454 15,422 370
12 0.01 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
4 0.032 36,000 1,328 32,400 1,194 30,600 1,015 43,200 1,592 27,000 797 25,200 651
08 6 0019 27,540 914 24,78 823 23,409 777 33,048 1,096 20,655 609 19,278 498
o1 8 0.015 22,032 680 19,829 612 18,727 578 26,438 815 16,524 454 15,422 370
12 0.012 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
4 0.056 36,000 1,328 32,400 1,194 30,600 1,015 43,200 1,592 27,000 797 25,200 651
6 0.032 27,540 914 24,786 823 23,409 777 33,048 1,096 20,655 609 19,278 498
02 8 0.018 22,032 680 19,829 612 18,7271 578 26,438 815 16,524 454 15,422 370
12 0.015 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
2 0.016 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
4 0.013 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
6 0.01 26,244 1,415 26,369 1,581 22,307 1,202 31,493 1,698 19,683 943 18,371 770
0.02 8 0.008 23,328 1,257 23,620 1,274 19,829 1,069 27,994 1,509 17,496 = 839 16,330 685
10 0.006 20,412 1,101 20,995 1,132 17,350 935 24,494 1,320 15,309 734 14,288 599
12 0.005 18,144 869 18,371 990 15,422 647 21,773 1,043 13,608 571 12,701 456
2 0.046 35,541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
3 0.035 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
1 4 0.027 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
5 0.021 28662 1,719 26,369 1,581 24936 1,346 35,827 2,149 22,070 1,059 20,636 867
6 0017 26,244 1,415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
0.05 8 0016 23,328 1,257 20,995 1,132 19,829 1,069 27,994 1509 17,496 839 16,330 685
10 0.011 20,412 1,101 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
12 0.01 18,144 869 16,330 783 15,422 647 21,773 1,043 13,608 571 12,701 456
16 0.006 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 0.004 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
o1 2 0.065 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
3 0.05 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047

[Note] Please refer to P609
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MILLING TOOLS |

Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

) Continuation

Workpiece Material n m m
Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel @ COPrp:ﬁ’ H(a\“rgir;esithée)el Hé?i%%?*itgfl
(180~250HB) (25~35HRC) (35~45HRC) opper Atloys
Ratio to standlars depth of 100 0.90 0.80 120 0.65 0.60
B/Ijll r L:\Irgiekr n Vf n Vf n Vf n Vf n Vf n Vf
(rnlg‘i) (mm) Lengt)h aly r/min - mm/min  r/min  mm/min = r/min  mm/min  r/min | mm/min  r/min | mMm/min = r/min  mm/min
mm
4 0.038 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
5 0.03 28,662 1,719 26,369 1,581 24,936 1,346 35,827 2,149 22,070 1,059 20,636 867
6 0.024 26,244 1,415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
0 8 0.024 23,328 1,257 20,995 1,132 19,829 1,069 27,994 1,509 17,496 839 16,330 685
1
10 0.015 20,412 1,101 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
12 0.015 18,144 869 16,330 783 15,422 647 21,773 1,043 13,608 571 12,701 456
16  0.009 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 0.006 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
2 0.11 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
3 0.09 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
4 0.07 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
5 0.05 28,662 1,719 26,369 1,581 24,936 1,346 35,827 2,149 22,070 1,059 20,636 867
6 0.04 26,244 1,415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
0.2
1 8 0.04 23,328 1,257 20,995 1,132 19,829 1,069 27,994 1,509 17,496 839 16,330 685
10 0.025 20,412 1,101 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
12 0.025 18,144 869 16,330 783 15,422 647 21,773 1,043 13,608 571 12,701 456
16 0.015 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 0.01 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
2 0.11 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
3 0.09 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047
4 0.07 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
5 0.05 28,662 1,719 26,369 1,581 24,936 1,346 35,827 2,149 22,070 1,059 20,636 867
03 6 0.04 26,244 1,415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
' 8 0.04 23,328 1,257 20,995 1,132 19,829 1,069 27,994 1,509 17,496 839 16,330 685
10 0.025 20,412 1,101 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
12 0.025 18,144 869 16,330 783 15,422 647 21,773 1,043 13,608 571 12,701 456
16  0.015 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 0.01 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
5 0.03 28,662 1,719 26,369 1,581 24,936 1,346 35,827 2,149 22,070 1,059 20,636 867
M 10 0.015 23,328 1,257 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
: ’ 15 0.01 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 0.006 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285

[Note] Please refer to P609
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius ) Continuation
Micro Diameter Endmills for Deep Machining

Workpiece Material n m m
Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel @ Coprp:ﬁ, Hagir;%?igtg)el H(asr.g—(irzies?-lth(':e)el
(180~250HB) (25~35HRC) (35~45HRC) opper Atioys
Ratio to Stcau"t‘(’aagf depth of 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia r Neck 8 n Vi n i n Vf n /. n Vf n Vf
(mrﬁ) (mm) L(engt)h P r/min | mm/min  r/min | mm/min  r/min  mm/min  r/min  mm/min  r/min  mm/min = r/min mm/min
mm
5 0.05 28,662 1,719 26,369 1,581 24,936 1,346 35,827 2,149 22,070 1,059 20,636 867
0.2 10 0.025 23,328 1,257 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
' 15 0.016 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
i 20 0.01 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
' 5 0.05 28,662 1,719 26,369 1,581 24,936 1,346 35,827 2,149 22,070 1,059 20,636 867
02 10 0.025 23,328 1,257 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
' 15 0.016 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 0.01 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
4 0.042 24,930 1,614 22,453 1,453 20,957 1,240 29,938 1,938 18,711 968 17,364 795
0.04 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
8 0.036 22,680 1,467 20,412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726
0.1
12 0.036 18,144 1,174 16,330 1,057 15422 913 21,773 1,409 13,608 705 12,701 581
15 0.023 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426
20 0.018 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
4 0.07 24,930 1,614 22,453 1,453 20,957 1,240 29,938 1,938 18,711 968 17,364 795
0.065 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
0 8 0.06 22,680 1,467 20,412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726
’ 12 0.06 18,144 1,174 16,330 1,057 15,422 913 21,773 1,409 13,608 705 12,701 581
15 0.038 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426
15 20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
. 4 0.07 24,930 1,614 22,453 1,453 20,957 1,240 29,938 1,938 18,711 968 17,364 795
0.065 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
03 8 0.06 22,680 1,467 20,412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726
' 12 0.06 18,144 1,174 16,330 1,057 15,422 913 21,773 1,409 13,608 705 12,701 581
15 0.038 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426
20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
4 0.085 24,930 1,614 22,453 1,453 20,957 1,240 29,938 1,938 18,711 968 17,364 795
0.08 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
03 8 0.07 22,680 1,467 20,412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726

12 0065 18,144 1,174 16,330 1,057 15422 913 21,773 1,409 13,608 705 12,701 581
15 0.045 14,112 812 12,701 731 11,995 604 16934 974 10,584 533 9,878 426
20 0035 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

[Note] Please refer to P609
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Gt el wesed O fodmedssl adeedsed
~ (25~35HRC) (35~45HRC)
Ratio to standard depth of 1.00 0.90 0.80 120 0.65 0.60
Mill Under
Dia. r Neck ap n Vf n Vf n Vf n Vf n Vf n Vf
(mm) (mm) Lenr]\%t)h r/min - mm/min  r/min  mm/min  y/min  mm/min /min . mm/min - /min - mm/min - r/min - mm/min
5 004 23885 1543 21,401 1,382 20255 1,199 28,662 1851 17,961 930 16624 761
10 0036 18144 1,174 16330 1057 15422 913 21,773 1409 13608 705 12,701 581
“' 15 00 w12 82 12701 T3 11995 604 16934 o4 10584 533 9878 426
20 0018 14,112 734 12,701 660 11995 552 16934 880 10,584 48 9,878 385
5 0065 23885 1543 21,401 1382 20255 1,199 28662 1,851 17,961 930 16,624 761
10 006 18144 1,174 16330 1057 15422 913 21,773 1409 13608 705 12,701 581
MOO02 o oo 14112 812 12701 731 11995 604 16934 O74 10584 533 0878 426
20 003 14112 734 12701 660 11995 552 16934 880 10,584 48 9,878 385
5 0065 23885 1543 21,401 1382 20255 1199 28662 1851 17,961 930 16,624 76l
10 006 18144 1174 16330 1057 15422 913 21,773 1409 13,608 705 12,701 581
15 003 14112 82 12701 73 11995 604 16934 974 10584 533 9878 426
20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
4 008 21,783 2448 19,634 2,207 18487 2,077 25796 2,899 16,337 1467 15334 1205
6 007 20,790 2336 18711 2,102 17,672 1985 24,948 2,803 15593 1401 14553 1,44
8 0.055 18,900 2,123 17,010 1,911 16,065 1,805 22,680 2,547 14,175 1,274 13,230 1,040
12 003 15309 1548 13778 1393 13013 1,316 18371 1,857 11482 1031 10,716 842
“1 6 003 13608 1375 12247 1238 11567 1169 16330 L5l 10206 017 9526 749
20 0025 11,907 1203 10,716 1,084 10,121 1023 14,288 1445 8931 721 8335 588
25 0015 11,907 1203 10,716 1,084 10,121 1023 14,288 1445 8931 721 8335 588
30 001 11,312 1,144 10,181 1,029 9615 972 13574 1373 8483 685 7918 559
4 01 21,783 2448 19,634 2,207 18487 2,077 25796 2,899 16,337 1467 15334 1205
6 008 20790 2336 18711 2,102 17,672 1985 24,948 2,803 15593 1401 14553 1,144
? 8 007 18900 2123 17,010 1911 16065 1,805 22,680 2,547 14,175 1274 13230 1,40
12 004 15309 1548 13778 1393 13,013 1,316 18371 1,857 11482 1031 10,716 842
2 16 004 13608 1375 12247 1238 11567 1169 16330 L5l 10206 917 9526 749
20 0035 11,907 1203 10,716 1,084 10,121 1023 14,288 1445 8931 721 8335 588
25 0025 11,907 1203 10,716 1,084 10,121 1,023 14,288 1445 8931 721 8335 588
30 0017 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559
4 013 21,783 2448 19,634 2,207 18487 2,077 25796 2,899 16,337 1467 15334 1205
6 011 20,790 2,336 18711 2,102 17,672 1985 24,948 2,803 15593 1401 14553 1,144
® 5 009 18900 2123 17010 1911 16065 1805 22680 2547 14175 1274 13230 1,040
12 006 15309 1548 13778 1393 13,013 1,316 18371 1857 11482 1031 10,716 842

[Note] Please refer to P609
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Solid Carbide Endmills |

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

dosel i el S WO Wiy
Ratio tostandard depth of 1.00 0.90 0.80 1.20 0.65 0.60

Ml ek a n Vi n Vi n Vi n vf n v n v
(mm) (mm) Lenr:rgnt)h r/min . mm/min  r/min  mm/min  r/min . mm/min r/min . mm/min  /min . mm/min r/min  mm/min
16 006 13,608 1375 12,247 1238 11,567 1,169 16330 1,651 10,206 917 9,526 749

20 0037 11,907 1203 10,716 1,084 10,121 1,023 14288 1445 8931 721 8335 588

s om 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1445 8931 721 8335 588

30 0021 11,312 1,144 10,181 1,029 9,615 972 13574 1373 8483 685 7918 559

6 017 20,790 2,336 18711 2,102 17,672 1,985 24,948 2,803 15593 1401 14,553 1,144

8 014 18900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1274 13,230 1,040

12 008 15309 1548 13,778 17393 13,013 1316 18371 1,857 11,482 1031 10,716 842

0.5 16 0.08 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749

20 005 11,907 1,203 10,716 1,084 10,121 1,023 14288 1445 8931 721 8335 588

g 25 005 11,907 1,203 10,716 1,084 10,121 1,023 14288 1445 8931 721 8335 588
30 003 11312 1,144 1081 1,029 9615 972 13574 1373 8483 685 7918 559

6 022 20790 2,336 18711 2,102 17,672 1985 24,948 2,803 15593 1401 14,553 1,144

8 02 18900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1274 13,230 1,040

12 013 15309 1548 13,778 1,393 13,013 1316 18371 1,857 11,482 1,031 10,716 842

08 16 01 13,608 1,375 12247 1238 11,567 1,169 16,330 1,651 10206 917 9,526 749

20 006 11,907 1203 10,716 1,084 10,121 1,023 14288 1445 8931 721 8335 588

25 0057 11,907 1203 10,716 1,084 10,121 1,023 14288 1445 8931 721 8335 588

30 0045 11312 1,144 10,181 1,029 9,615 972 13,574 1373 8483 685 7918 559

10 005 15309 1548 13,778 1,393 13,013 1316 18371 2,064 11,482 1031 10,716 842

01 20 003 11,907 1,203 10,716 1,084 10,121 1023 14,288 1,605 8931 721 8335 588

30 0015 11,312 1,144 10,181 1,029 9,615 972 13,574 1373 8483 685 7918 559

10 007 15309 1548 13,778 1,393 13,013 1316 18371 2,064 11,482 1031 10,716 842

02 20 004 11,907 1,203 10,716 1,084 10,121 1023 14,288 1,605 8931 721 8335 588

30 0025 11,312 1,144 10,181 1,029 9,615 972 13574 1373 8483 685 7918 559

3 10 009 15309 1548 13,778 1393 13,013 1316 18371 2,064 11,482 1031 10,716 842
03 20 006 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,605 8931 721 8335 588

30 0.03 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559

10 012 15309 1,548 13778 1,393 13,013 1,316 18371 2,064 11,482 1,031 10,716 842

0.5 20 0.08 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,605 8,931 721 8,335 588

30 005 11,312 1,144 10,181 1,029 9,615 972 13,574 1373 8483 685 7,918 559

6 008 14400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

’ ot 8 0.07 14,400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

[Note] Please refer to P609
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

BB SR om wme e
Ratio to standard depth of 1.00 0.90 0.80 120 065 0.60
ML ek a n vf n Vi n vf n vf n v n v
(mm)  (Mm) L?:]lrg‘;f)h r/min - mm/min  r/min - mm/min /min - mm/min - r/min - mm/min_ r/min - mm/min - r/min - mm/min
12 005 14400 2,021 12960 1820 12240 1,718 17280 2426 10,800 1213 10,080 991
16 0035 14400 2,021 12960 1820 12240 1,718 17280 2426 10,800 1213 10,080 991
18 0035 12,898 1,811 11464 1609 10,987 1,543 15287 2,146 9554 1074 9,076 893
“1 20 0035 11664 1638 10498 1474 9914 1392 13997 1966 8748 983 8165 803
30 0027 9072 1143 8165 1,029 7,711 971 10,886 1372 6804 694 6350 559
35 002 9072 1143 8165 1,029 7,711 971 10,886 1372 6804 694 6350 559
6 01 14400 2021 12,960 1,820 12240 1718 17,280 2426 10,800 1213 10,080 991
8 009 14400 2021 12,960 1,820 12240 1718 17280 2426 10,800 1213 10,080 991
12 007 14400 2,021 12960 1,820 12,240 1,718 17,280 2426 10,800 1213 10,080 991
16 005 14400 2,021 12960 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991
02 18 0.05 12,898 1,811 11,464 1,609 10,987 1,543 15,287 2,146 9,554 1,074 9,076 893
20 0.05 11,664 1638 10,498 1,474 9,914 1392 13,997 1,966 8,748 983 8,165 803
30 004 9072 1,143 8165 1029 7,711 971 10,886 1372 6804 694 6350 559
35 0035 9,072 1,143 8165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
6 0.145 14,400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
8 0.13 14,400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
’ 12 01 14400 2,021 12960 1820 12240 1718 17280 2426 10,800 1213 10,080 991
16 0075 14400 2,021 12960 1820 12240 1,718 17280 2426 10,800 1213 10,080 991
% 18 0075 128% 1811 11464 1609 10987 1543 15287 2,146 9554 1074 9076 893
20 0075 11,664 1638 10498 1474 9914 1392 13997 1966 8748 983 8165 803
30 006 9072 1143 8165 1,029 7,711 971 10,886 1372 6804 694 6350 559
35 005 9072 1143 8165 1,029 7,711 971 10,886 1372 6804 694 6350 559
8 018 14400 2021 12,960 1,820 12240 1718 17280 2426 10,800 1213 10,080 991
12 013 14400 2,021 12960 1820 12240 1,718 17280 2426 10,800 1213 10,080 991
16 01 14400 2,021 12960 1820 12240 1,718 17280 2426 10,800 1213 10,080 991
05 18 01 12898 1811 11464 1609 12240 1718 15287 2146 9554 1074 9,076 893
20 0.1 11,664 1,638 10,498 1474 9914 1,392 13,997 1966 8,748 983 8,165 803
30 0.08 9,072 1,143 8,165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
35 0065 9,072 1,143 8165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
8 02 14400 2,021 12,960 1,820 12240 1718 17280 2,426 10,800 1213 10,080 991
1 12 015 14400 2021 12960 1,820 12,240 1718 17,280 2426 10,800 1213 10,080 991
16 012 14400 2,021 12960 1,820 12,240 1,718 17,280 2426 10,800 1213 10,080 991

[Note] Please refer to P609
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Solid Carbide Endmills |

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

EE EE 8k . e wes
Ratio to stafdard depth of 1.00 0.90 0.80 120 0.65 0.60
Ml Neck. a n vf n vf n vf n v n Vi n vE
(mm) (mm) Len?rgnt)h r/min - mm/min  r/min  mm/min  /min  mm/min /min . mm/min - /min - mm/min - r/min - mm/min
18 011 12,898 1811 11464 1609 12,240 1,718 15287 2,146 9,554 1074 9,076 893
20 011 11,664 1,638 10498 1474 9914 1392 13,997 1966 8748 983 8165 803
1 3 o000 902 L3 sles 1029 771 oT1 10886 1372 6804 694 630 559
35 0075 9072 1,143 8165 1,029 7,711 971 10,886 1372 6,804 694 6350 559
8 008 12420 2160 11,178 1944 10557 12836 14,904 2,502 9,315 1296 8,694 1,058
12 0065 12,420 2,160 11178 1944 10,557 1836 14,904 2,592 9315 1296 8,694 1,058
16 006 10301 1791 9,064 1576 8652 1504 12360 2,149 7,416 1031 7,004 852
0.1 20 0055 10301 1791 9,064 1576 8652 1504 12360 2149 7416 1,031 7,004 852
30 0045 8239 1,290 7415 1,161 7,003 1,096 9,887 1,547 6,179 774 5,767 632
B5 0.04 8239 129 7,415 1,161 7,003 1,096 9,887 1,547 6,179 774 5,767 632
45 0.03 6,592 825 5,933 743 5,603 702 7,910 990 4,945 499 4,614 401
8 016 12420 2,160 11,178 1944 10,557 1,836 14904 2592 9,315 1296 8,694 1,058
12 014 12420 2160 11178 1944 10,557 1,836 14,904 2592 9,315 1296 8,694 1,058
16 013 10301 1,791 9,064 1576 8652 1504 12360 2149 7,416 1031 7,004 852
02 20 011 10,301 1,791 9,064 1576 8,652 1,504 12,360 2,149 7,416 1,031 7,004 852
30 01 8239 1290 7,415 1161 7,003 109 9887 1547 6179 774 5767 632
35 008 8239 1200 7415 1161 7,003 1096 9,887 1547 6179 774 5767 632
4 45 006 6592 825 5933 743 5603 702 7910 990 4,945 499 4614 401
8 024 12420 2160 11,178 1944 10557 1,836 14,904 2,502 9,315 1296 8694 1,058
12 022 12420 2,160 11178 1944 10,557 1,836 14,904 2,592 9315 1296 8,694 1,058
16 02 10301 1791 9,064 1576 8652 1504 12360 2,149 7,416 1031 7004 852
03 20 018 10301 1791 9,064 1576 8652 1504 12360 2149 7416 1031 7,004 852
30 016 8239 1290 7,415 1161 7,003 1096 9887 1547 6179 774 5767 632
35 014 8239 1290 7,415 1161 7,003 109 9887 1547 6179 774 5767 632
45 012 6592 825 5933 743 5603 702 7910 990 4,945 499 4614 401
12 035 12420 2,160 11178 1944 10,557 1836 14,904 2,592 9315 1296 8,694 1,058
16 025 10301 1,791 9,064 1576 8652 1504 12360 2149 7416 1031 7,004 852
20 02 10301 1791 9,064 1576 8652 1504 12,360 2,149 7,416 1031 7,004 852
02 30 015 8239 1,290 7415 1,161 7,003 1,096 9,887 1,547 6,179 774 5,767 632
35 0.1 8,239 1290 7,415 1,161 7,003 1,096 9,887 1547 6,179 774 5,767 632
45 0.05 6,592 825 5,933 743 5,603 702 7,910 990 4,945 499 4,614 401

[Note] Please refer to P609
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

ol Tl wmeesid o WOSRE HTR
Ratio to standard depth of 1.00 0.90 0.80 120 065 0.60

Mill Under

Dia. (mrm) L':relgt(h ap r/rgin mm\?;nin r/r?]in mm\;fmin r/r?ﬂn mm\?‘min r/r?\in mm\?‘min r/nr;in mm\7min r/r?]in mm\;fmin
(mm) mm)

12 04 12,420 2,160 11,178 1,944 10,557 1,836 14,904 2,592 9,315 1,296 8,694 1,058

16 029 10,301 1,791 9,064 1,576 8,652 1,504 12,360 2,149 7,416 1,031 7,004 852

A 1 20 0.23 10,301 1,791 9,064 1,576 8,652 1,504 12,360 2,149 7,416 1,031 7,004 852

30 017 8239 129 7,415 1,161 7,003 1,096 9,887 1,547 6,179 74 5,767 632

35 0.12 8239 129 7415 1,161 7,003 1,096 9,887 1,547 6,179 74 5,767 632

45 0.06 6,592 825 5,933 743 5,603 702 7,910 990 4,945 499 4,614 401

20 0.08 9,885 2,149 889 1,934 8,402 1826 11,861 2,579 7,413 1,290 6,919 1,053

o1 40 0.06 891 1,733 8,011 1,561 7,566 1,473 10,681 2,081 6,676 1,040 6,231 850

20 016 9,885 2,149 889 1,934 8,402 1,826 11,861 2,579 7,413 1,290 6,919 1,053

02 40 013 8901 1,733 8,011 1,561 7,566 1,473 10,681 2,081 6,676 1,040 6,231 850

5 o3 20 024 9,885 2,149 889 1,934 8,402 1,826 11,861 2,579 7,413 1290 6,919 1,053

40 0.2 8901 1,733 8,011 1,561 7,566 1,473 10,681 2,081 6,676 1,040 6,231 850

05 20 035 9,885 2,149 889% 1,934 8,402 1,826 11,861 2,579 7,413 1290 6,919 1,053

40 0135 8901 1,733 8,011 1561 7,566 1,473 10,681 2,081 6,676 1,040 6,231 850

N 20 0.4 9,885 2,149 8,89 1934 8402 1,826 11,861 2,579 7,413 1,290 6,919 1,053

40 0.15 8901 1,733 8,011 1,561 7,566 1,473 10,681 2,081 6,676 1,040 6,231 850

12 0.08 8239 2,149 7,415 1934 7,003 1,827 9,887 2,579 6,179 1290 5,767 1,053

18 0.065 8,239 2,149 7415 1934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053

0.1 24 006 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053

35 005 7,411 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5558 1,044 5,188 852

55 0.04 5765 1354 5189 1,219 4901 1,150 6,918 1,625 4,325 812 4,036 663

12 0.16 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053

18 0.14 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053

6 02 24 013 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053

85 011 7,411 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5558 1,044 5,188 852

55 0.08 5765 1354 5189 1,219 4901 1,150 6,918 1,625 4,325 812 4,036 663

12 024 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053

18 0.22 8,239 2,149 7415 1934 7,003 1,827 9887 2,579 6,179 1290 5,767 1,053

03 24 0.2 8,239 2,149 7,415 1934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053

35 0.18 7,411 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5558 1,044 5,188 852

55 0.14 5765 1354 5189 1,219 4901 1,150 6,918 1,625 4,325 812 4,036 663

[Note] Please refer to P609
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Recommended Cutting Data (General Type)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

Solid Carbide Endmills |

MILLING TOOLS

) Continuation

Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel Copper, Ikt S Ik ez Sl
(180-250HB) (25~35HRC) (35w45HRO) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standar depth of 1.00 0.90 0.80 120 0.65 0.60
Mill Under
Dia r  Neck 8 n Vf n Vf n Vf n Vf n Vf n Vf
Y (mm) Len r/min . mm/min r/min mm/min  r/min . mm/min /min | mm/min r/min | mm/min . /min | mm/min
(mm) | (mm) Length 2Py / / / / /i / /i / /i /i /i
18 035 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
24 029 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
0.5
35 0.24 7,411 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5,558 1,044 5,188 852
5 55 0.165 5,765 1,354 5,189 1,219 4901 1,150 6,918 1,625 4,325 812 4,036 663
18 0.4 8,239 2,149 7,415 1934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
24 035 8239 2,149 7,415 1934 7,003 1,827 9,887 2,519 6,179 1,290 5,767 1,053
1
35 0.28 7,411 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5,558 1,044 5,188 852
55 0.2 5,765 1,354 5,189 1,219 4901 1,150 6,918 1,625 4,325 812 4,036 663
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for
hardened Steel (45~55HRC), ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is lower than the data in the above table, the feed rate should also be lowered in the same ratio.
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

Nosed el wrewesed O Fedmedsel dadedsed
A2 (25~35HRC) (35~45HRC)

Ratio to stanfiar depth of 100 0.90 080 120 065 0.60
ML ek a n vf n vf n vE n vf n vf n vf
(mni) (mm) L(?w?ﬁnt)h r/min . mm/min  r/min  mm/min r/min  mm/min  r/min  mm/min  r/min mm/min  r/min mm/min

0.5 0.016 45000 232 45000 207 45000 185 45,000 276 45000 162 45,000 144

0.02 1 0.011 45000 232 45000 207 45,000 185 45000 276 45000 162 45,000 144

2 0.007 37,800 182 34,020 163 33,030 158 45,000 221 33,030 146 33,030 132

0.2 0.5 0.02 45000 232 45,000 207 45,000 185 45,000 276 45,000 162 45,000 144
1 0.014 45000 232 45000 207 45000 185 45,000 276 45,000 162 45,000 144

0.05 1.5 0.008 45,000 216 43,740 201 41,310 182 45,000 248 41,310 153 41,310 138

2 0.008 37,800 182 34,020 163 33,030 158 45,000 221 33,030 146 33,030 132

1 0.016 45,000 527 45,000 464 45000 410 45,000 626 45000 302 45,000 288

0.02 2 0.011 40,500 477 40,500 414 40,500 378 40,500 558 40,500 270 40,500 261

3 0.007 31,500 371 31,500 322 31,500 293 36,000 454 27,000 180 27,000 175

1 0.021 45,000 527 45,000 464 45,000 410 45,000 626 45,000 302 45,000 288

03 1.5 0.016 45,000 527 40,500 464 40,500 410 45,000 626 40,500 302 40,500 288
0.05 2  0.012 40,500 477 40,500 414 40,500 378 40,500 558 40,500 270 40,500 261

25 0.01 36,000 424 36,000 368 36,000 336 36,000 496 36,000 240 36,000 232

3 0.008 31,500 371 31,500 322 31,500 293 36,000 454 27,000 180 27,000 175

1 0.016 45000 522 45000 466 45000 415 45000 622 36,000 288 32,400 243

2 0.013 40,500 468 40,500 423 40,500 369 40,500 558 32,400 261 30,600 216

0.02 3 0.01 36,000 369 36,000 333 36,000 297 36,000 432 29,520 216 23,040 180

4 0007 27,000 288 27,000 252 27,000 225 27,000 333 19,440 144 17,280 135

1 0.025 45,000 522 45,000 466 45000 415 45000 622 36,000 288 32,400 243

1.5 0.02 45000 522 45000 466 45000 415 45,000 622 36,000 288 32,400 243

2 0.016 40,500 468 40,500 423 40,500 369 40,500 558 32,400 261 30,600 216

04 005 25 0.015 36,450 432 36,450 360 36,450 333 36,450 504 30,060 243 27,540 198
3 0.014 36,000 369 36,000 333 36,000 297 36,000 432 29,520 216 23,040 180

35 0.012 32400 342 32,400 288 32400 270 32,400 378 26,460 180 20,628 162

4 0.008 27,000 288 27,000 252 27,000 225 27,000 333 19,440 144 17,280 135

1 0.033 45000 522 45000 466 45000 415 45000 622 36,000 288 32,400 243

2 0.028 40,500 468 40,500 423 40,500 369 40,500 558 32,400 261 30,600 216

o1 3 0.016 36,000 369 36,000 333 36,000 297 36,000 432 29,520 216 23,040 180

4 0.01 27,000 288 27,000 252 27,000 225 27,000 333 19,440 144 17,280 135

1 0.016 45000 808 45,000 680 36,000 418 45,000 963 27,000 340 25200 284

B 0% 2 0.013 45,000 808 45000 680 36,000 418 45000 963 27,000 340 25200 284

[Note] Please refer to P620
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

Carbon Steel, Alloy Steel, PH,Ferrite, Co Mt Sl Mt S
Alloy Steel Tool Steel Martensite Steel [PIPetE 2L ine 3 ar ine 3
(180~250HB) (25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to S‘C"‘u"t‘(j:g? depth of 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia r  Neck ap n. Vf n. Vf n. Vf n Vf n. Vf n Vf
(mrri) (mm) L(enr:%t)h r/min . mm/min r/min | mm/min  r/min | mm/min  r/min | mMm/min  /min  mMm/min = r/min  mm/min
3 0.01 40,500 729 40,500 616 32,400 373 40,500 864 24,300 284 22,050 235
0.02 4 0.008 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211
6 0.006 25,920 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180
1 0.03 45,000 808 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284
2 0.023 45,000 808 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284
0.05 3 0.017 40,500 729 40,500 616 32,400 373 40,500 864 24,300 284 22,050 235
’ 4 0.017 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211
0.5 5 0.011 25,920 486 21,600 342 17,460 252 27,000 576 16,200 225 13,500 180
6 0.008 25,920 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180
1 0.035 45,000 808 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284
2 0.03 45,000 808 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284
0 3 0.02 40,500 729 40,500 616 32,400 373 40,500 864 24,300 284 22,050 235
.1
4 0.02 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211
5 0.013 25,920 486 21,600 342 17,460 252 27,000 576 16,200 225 13,500 180
6 0.013 25,920 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180
2 0.016 45,000 1,043 42,120 828 34,047 540 45,000 1,242 25,380 351 20,700 288
0.02 4 0.013 36,000 147 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
6 0.01 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
2 0.028 45,000 1,043 42,120 828 34,047 540 45,000 1,242 25,380 351 20,700 288
4 0.019 36,000 147 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
0.05 6 0.012 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
0.6 8 0.01 21,600 419 18,000 308 16,200 257 27,000 496 16,020 205 13,500 180
10 0.007 21,600 406 18,000 298 16,200 248 27,000 481 16,020 199 13,500 174
2 0.035 45,000 1,043 42,120 828 34,047 540 45,000 1,242 25,380 351 20,700 288
4 0.024 36,000 147 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
0.1 6 0.015 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
8 0.013 21,600 419 18,000 308 16,200 257 27,000 496 16,020 205 13,500 180
10 0.009 21,600 406 18,000 298 16,200 248 27,000 481 16,020 199 13,500 174
0.05 4 0.024 36,000 147 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
" ' 6 0.015 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
’ . 4 0.029 36,000 147 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
1
6 0.018 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189

[Note] Please refer to P620
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel I COPrFfl? Hargig%?_‘itgf ! Hggi%%i?gf !
(180~250HB) (25~35HRC) (35~45HRC) opperAfioys
Ratio to stafdard depth of 100 0.90 080 120 065 0.60
'Igl.ill r L;\‘rédde(r n Vf n Vf n Vf n Vf n Vf n Vf
(rr:?ri) (mm) L(engt)h alp r/min . mm/min  r/min  mm/min r/min | mm/min  r/min mm/min  r/min  mm/min = r/min  mm/min
mm
0.02 4 0.016 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
' 6 0.013 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
4 0.026 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
o 6 0.015 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
’ 8 0.012 26,123 540 18,720 382 18,000 332 27,000 642 14,580 233 14,580 207
12 0.01 26,123 513 18,720 363 18,000 315 27,000 609 14,580 221 14,580 197
i 4 0.032 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
’ 0 6 0.019 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
1
8 0.015 26,123 540 18,720 382 18,000 332 27,000 642 14,580 233 14,580 207
12 0.012 26,123 513 18,720 363 18,000 315 27,000 609 14,580 221 14,580 197
4 0.056 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
) 6 0.032 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
’ 8 0.018 26,123 540 18,720 382 18,000 332 27,000 642 14,580 233 14,580 207
12 0.015 26,123 513 18,720 363 18,000 315 27,000 609 14,580 221 14,580 197
2 0.016 32,101 1,412 28,868 1,270 27,265 1,091 38,408 1,689 24,057 866 22,453 718
4 0.013 29,160 1,223 26,244 1,101 24,786 935 34,992 1,467 21,870 734 20,412 599
0.02 6 0.01 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485
’ 8 0.008 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
10 0.006 18,371 693 16,534 624 15,615 590 19,596 832 13,778 463 12,859 377
12 0.005 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288
2 0.046 32,101 1,412 28,868 1,270 27,229 1,089 38,408 1,689 24,057 866 22,453 718
3 0.035 30,618 1,316 27,556 1,185 27,265 1,091 36,716 1,579 22,964 780 21,433 643
1 4 0.027 29,160 1,223 26,244 1,101 26,025 1,015 34,992 1,467 21,870 734 20,412 599
5 0.021 25,981 1,039 23,384 935 24,786 935 31,242 1,249 19,486 654 18,187 535
a0 6 0.017 23,620 891 21,258 802 22,084 835 28,344 1,070 17,715 594 16,534 485
.05
8 0.016 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
10 0.011 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
12 0.01 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288
16  0.006 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239
20 0.004 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180
2 0.065 32,101 1,412 28,868 1,270 27,265 1,091 38,408 1,689 24,057 866 22,453 718
0.1
3 0.05 30,618 1,316 27,556 1,185 26,025 1,015 36,716 1,579 22,964 780 21,433 643

[Note] Please refer to P620
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

MILLING TOOLS

) Continuation

Workpiece Material n m m
Gt Sl wsed O fodmedssl adedse
~ (25~35HRC) (35~45HRC)

Ratiofto S?U"t‘(’:;;’ depth of 1.00 0.90 0.80 1.20 0.65 0.60
ML ek ap n vf n Vf n Vf n Vf n Vf n Vf
(mm) (mm) L?Qrgntr r/min - mm/min  r/min  mm/min  r/min . mm/min r/min . mm/min /min mm/min | r/min . mm/min

4 0.038 29,160 1,223 26,244 1,101 24,786 935 34,992 1,467 21,870 734 20,412 599

5 0.03 25,981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

6 0.024 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485

8 0.024 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431

0t 10 0.015 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
12 0.015 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 0.009 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.006 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

2 0.11 32,101 1,412 28,868 1,270 27,265 1,091 38,408 1,689 24,057 866 22,453 718

3 0.09 30,618 1,316 27,556 1,185 26,025 1,015 36,716 1,579 22,964 780 21,433 643

4 0.07 29,160 1,223 26,244 1,101 24,786 935 34,992 1,467 21,870 734 20,412 599

5 0.05 25,981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

6 0.04 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485

02 8 0.04 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
! 10 0.025 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
12 0.025 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 0.015 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.01 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

2 0.11 32,101 1,412 28,868 1,270 27,265 1,091 38,408 1,689 24,057 866 22,453 718

3 0.09 30,618 1,316 27,556 1,185 26,025 1,015 36,716 1,579 22,964 780 21,433 643

4 0.07 29,160 1,223 26,244 1,101 24,786 935 34,992 1,467 21,870 734 20,412 599

5 0.05 25,981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

6 0.04 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485

03 8 0.04 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
10 0.025 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

12 0.025 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 0.015 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.01 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

5 0.03 25,981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

10 0.015 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

e 15 0.01 16,330 480 14,697 493 13,880 408 19,596 575 12,247 308 11,431 239
20 0.006 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

[Note] Please refer to P620
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

oS ool MaemleSsl ol U0 (GsesHeO)
Ratio to standard depth of 100 090 0.80 120 065 0.60

IhJAiia“ r lg\lne?:ir ap n Vf n Vf n Vf n Vf n Vf n. Vf
(mm') (mm) L&q%t? r/min . mm/min  r/min | mm/min  r/min  mm/min  r/min  mm/min  r/min _ mm/min = /min  mm/min
5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

10 0.025 18,371 693 16,534 624 15615 590 22,045 832 13,778 463 12,859 377

02 15 0.016 16,330 480 14,697 493 13,880 408 19,596 575 12,247 308 11,431 239

20 0.01 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

12 5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535
10 0.025 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

03 15 0.016 16,330 480 14,697 493 13,880 408 19,596 575 12,247 308 11,431 239

20 0.01 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

4 0.042 22,437 1,017 20,208 915 18,860 852 26,944 1220 16,840 677 15,628 550

6 0.04 21,401 967 19,299 872 18,344 829 25605 1,157 16,051 644 14,904 524

8 0.036 20,412 924 18371 832 17,350 786 24,494 1,110 15309 617 14,288 503

o1 12 0.036 16,330 740 14,697 666 13,880 628 19,596 887 12,247 493 11,431 402

15 0.023 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

20 0.018 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

4 0.07 22,437 1,017 20,208 915 18,860 781 26,944 1,220 16,840 610 15,628 500

6 0.065 21,401 967 19,299 872 18,344 829 25,605 1,157 16,051 644 14,904 524

8 0.06 20,412 924 18371 832 17,350 786 24,494 1,110 15309 617 14,288 503

02 12 0.06 16,330 740 14,697 666 13,880 628 19,596 887 12,247 493 11,431 402

15 0.038 12,701 511 11,431 460 10,796 381 15241 614 9,526 336 8,890 268

20 0.03 12,701 511 11,431 460 10,796 381 15241 614 9,526 336 8,890 268

o 4 0.07 22,437 1,017 20,208 915 18,860 781 26,944 1,220 16,840 610 15,628 500
6 0065 21,401 967 19,299 872 18344 829 25,605 1,157 16,051 644 14,904 524

8 0.06 20,412 924 18,371 832 17,350 786 24,494 1,110 15309 617 14,288 503

03 12 0.06 16,330 740 14,697 666 13,880 628 19,596 887 12,247 493 11,431 402

15 0.038 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

20 0.03 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

4 0.085 22,437 1,017 20,208 915 18,860 781 26,944 1220 16,840 610 15,628 500

6 0.08 21,401 967 19,299 872 18,344 829 25605 1,157 16,051 644 14,904 524

8 0.07 20,412 924 18,371 832 17,350 786 24,494 1,110 15309 617 14,288 503

0s 12 0.065 16,330 740 14,697 666 13,880 628 19,596 887 12,247 493 11,431 402

15 0.045 12,701 511 11,431 460 10,796 381 15241 614 9,526 336 8,890 268

20 0.035 12,701 511 11,431 460 10,796 381 15241 614 9,526 336 8,890 268

[Note] Please refer to P620
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

el | sl wmeessd i, USRS ORI
Ratio to standard depth of 100 0.90 0.80 120 065 0.60

[I\;1ii;l r l#\lrgi?(r ap n Vf n Vf n Vf n Vf n Vf n Vf
(mn'i) (mm) L(erg%t)h r/min | mm/min  r/min | mm/min r/min | mm/min  r/min  mm/min  r/min mm/min  r/min mm/min
5 0.04 22,437 1,017 20,208 915 18,860 781 26,944 1,220 16,840 610 15,628 500

10 0.036 20,412 924 18371 832 17,350 786 24,494 1,110 15309 617 14,288 503

o 15 0.023 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

20 0.018 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

5 0.065 22,437 1,017 20,208 915 18,860 781 26,944 1220 16,840 610 15,628 500

10 0.06 20,412 924 18,371 832 17,350 786 24,494 1,110 15309 617 14,288 503

- 15 0.038 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268
20 0.03 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

5 0.065 22,437 1,017 20,208 915 18,860 781 26,944 1220 16,840 610 15,628 500

10 0.06 20,412 924 18,371 832 17,350 786 24,494 1,110 15309 617 14,288 503

03 15 0.038 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

20 0.03 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

4 0.08 19,777 1,554 17,771 1,396 16,624 1,306 23,503 1,847 14,761 930 13,757 756

6 0.07 18,711 1472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

8 0.055 17,010 1,337 15,309 1,203 14,459 1,137 20,412 1,605 12,758 803 11,907 655

12 0.03 13,778 975 12,400 878 11,712 829 16,534 1,170 10,334 650 9,644 531

o 16 0.03 12,247 87 11,022 780 10,410 736 14,697 1,040 9,185 578 8,573 472

20 0.025 10,716 759 9,644 682 9,109 644 12,859 910 8,037 506 7,502 413

25 0.015 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370

30 0.01 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352

4 0.1 19,777 1,554 17,771 1,396 16,624 1,306 23,503 1,847 14,761 930 13,757 756

6 0.08 18,711 1472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

: 8 0.07 17,010 1,337 15309 1,203 14,459 1,137 20,412 1,605 12,758 803 11,907 655
12 0.04 13,778 975 12,400 878 11,712 829 16,534 1,170 10,334 650 9,644 531

02 16 0.04 12,247 867 11,022 780 10,410 736 14,697 1,040 9,185 578 8,573 472

20 0.035 10,716 759 9,644 682 9,109 644 12,859 910 8,037 506 7,502 413

25 0.025 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370

30 0.017 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352

4 0.13 19,777 1,554 17,771 1,396 16,624 1,306 23,503 1,847 14,761 930 13,757 756

6 0.11 18,711 1472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

03 8 0.09 17,010 1,337 15,309 1,203 14,459 1,137 20,412 1,605 12,758 803 11,907 655

12 0.06 13,778 975 12,400 878 11,712 829 16,534 1,300 10,334 650 9,644 531

[Note] Please refer to P620
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

dosel R el R, WO Wi
Ratloto standlars depth of 1.00 0.90 0.80 120 0.65 0.60
M ek a n vf n Vi n vf n vf n v n v
(mm) (mm) %?T:l%t)*'l r/min - mm/min  r/min . mm/min  r/min . mm/min r/min mm/min /min . mm/min  r/min | mm/min
16 006 12,247 867 11,022 780 10410 736 14,697 1,156 9,185 578 8,573 472
20 0037 10,716 759 9,644 682 9,109 644 12,859 1011 8037 506 7,502 413
s oo 10,716 681 9,644 613 9,109 579 12,859 817 8037 455 7,502 370
30 0021 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7126 352
6 017 18711 1472 16,840 1,324 15905 1250 22,453 1766 14,034 883 13,098 721
8 014 17,010 1,337 15309 1,203 14459 1137 20412 1605 12,758 803 11,907 655
12 008 13778 975 12400 878 11,712 921 16534 1,300 10,334 650 9,644 531
05 16 0.08 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472
20 0.05 10,716 759 9,644 682 9,109 644 12,859 1,011 8,037 506 7,502 413
2 25 0.05 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370
30 003 10,181 647 9162 582 8654 550 12217 777 7,636 432 7126 352
6 022 18711 1472 16840 1324 15905 1,250 22,453 1,766 14,034 883 13,098 721
8 02 17,010 1,337 15309 1203 14459 1137 20412 1605 12,758 803 11,907 655
12 0.13 13,778 975 12,400 878 11,712 829 16,534 1,300 10,334 650 9,644 531
08 16 01 12247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8573 472
20 006 10,716 759 9,644 682 9,109 644 12,859 1011 8037 506 7,502 413
25 0057 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370
30 0045 10,81 647 9,162 582 8,654 550 12,217 777 7,636 432 7126 352
10 0055 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655
01 20 003 12247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8573 472
30 0015 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370
10 007 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655
02 20 004 12247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8573 472
30 0025 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370
> 10 009 17,010 1337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655
03 20 0.06 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472
30 0.03 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370
10 014 17,010 1,337 15309 1,203 14459 1,137 20412 1,605 12,758 803 11,907 655
05 20 008 12,247 867 11,022 780 10410 736 14,697 1,156 9,185 578 8573 472
30 0.05 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370
6 008 12960 1274 11,664 1147 11,016 1083 15552 1528 9,720 764 9072 624
} 0t 8 0.07 12,960 1,274 11,664 1,147 11,016 1,083 15,552 1,528 9,720 764 9,072 624

[Note] Please refer to P620
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

MILLING TOOLS

) Continuation

Workpiece Material n m m
Glosed’ oSl sl o fedmedssl e
~ (25~35HRC) (35~45HRO)

Ratloto standars depth of 1.00 0.90 0.80 120 065 0.60
ML ek a n Vi n Vi n Vi n vf n v n v
(mm)  (Mm) |-($rf:§1t)h r/min - mm/min  r/min - mm/min /min mm/min - r/min - mm/min_ r/min - mm/min - r/min - mm/min

12 005 12,960 1274 11,664 1,147 11016 1083 15552 1528 9,720 764 9072 624

16 0035 12,960 1274 11,664 1,147 11016 1083 15552 1528 9,720 764 9072 624

18 0035 11,656 1,144 10509 1,034 9,841 966 13,948 1369 8789 690 8121 558

“1 20 0035 1048 1031 o4 929 8923 877 12597 1238 7873 618 7,349 505
30 0027 8165 721 7,349 649 6940 613 9797 866 6,124 432 5715 354

35 002 8165 721 7,349 649 6940 613 9797 866 6,124 432 5715 354

6 01 12960 1274 11,664 1,147 11,016 1083 15552 1528 9,720 764 9,072 624

8 009 12960 1274 11,664 1147 11,016 1,083 15552 1528 9,720 764 9,072 624

12 007 12960 1274 11664 1147 11,016 1,083 15552 1528 9,720 764 9,072 624

16 005 12,960 1274 11664 1,147 11,016 1,083 15552 1528 9,720 764 9,072 624

02 18 0.05 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558
20 0.05 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505

30 0.04 8,165 721 7,349 649 6,940 613 NS 866 6,124 432 5,715 354

35 0.035 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

6 0145 12960 1274 11,664 1,147 11,016 1083 15552 1528 9,720 764 9,072 624

8 013 12960 1274 11,664 1,147 11,016 1083 15552 1528 9,720 764 9,072 624

’ 12 01 12960 1274 11664 1,147 11016 1083 15552 1528 9720 764 9072 624
16 0075 12,960 1274 11664 1,147 11016 1083 15552 1528 9,720 764 9072 624

% 18 0075 1165 1144 10509 1034 9841 966 13948 1369 878 690 8121 558
20 0075 10498 1031 9,448 929 8923 877 12,507 1238 7,873 618 7,349 505

30 006 8165 721 7,349 649 6940 613 9797 866 6,124 432 5715 354

35 005 8165 721 7,349 649 6940 613 9797 866 6,124 432 5715 354

8 018 12960 1274 11,664 1,147 11,016 1,083 15552 1528 9,720 764 9,072 624

12 013 12,960 1274 11,664 1,147 11016 1083 15552 1528 9,720 764 9072 624

16 01 12960 1274 11,664 1,147 11,016 1083 15552 1528 9720 764 9072 624

05 18 01 11656 1144 10,509 1,034 9,841 966 13948 1369 8789 690 8121 558
20 0.1 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505

30 0.08 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

35 0.065 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

8 02 12960 1274 11,664 1147 11,016 1,083 15552 1528 9,720 764 9,072 624

1 12 015 12960 1274 11664 1,147 11016 1,083 15552 1528 9,720 764 9,072 624
16 012 12,960 1274 11664 1147 11,016 1,083 15552 1528 9,720 764 9,072 624

[Note] Please refer to P620
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

gl ol weieted P GOSN EOSR
Ratio to staars depth of 100 090 0.80 120 0.65 0.60
g'igl r l#\ll%ir ap n Vf n Vi n Vi n Vf n /i n /i
(mn%) (mm) L?1I11|gnt)h r/min mm/min  r/min mm/min r/min  mm/min r/min  mm/min r/min mm/min r/min mm/min
18 0.11 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558
20 0.11 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505
: ! 30 0.09 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354
35 0.075 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354
8 0.08 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860
12 0.065 10,092 1,755 9,082 1,580 8578 1,492 12,110 2,106 7,569 1,053 7,064 860
16 0.06 9,230 1605 8240 1,433 7,827 1361 11,124 1,934 6,839 951 6,016 733
01 20 0.055 9,230 1605 8,240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
30 0.045 9,230 1,605 8,240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
35 0.04 9,230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
45 0.03 7,416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322
8 0.16 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860
12 0.14 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860
16 0.13 9,230 1,605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
02 20 0.11 9,230 1,605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
30 0.1 9,230 1,605 8,240 1433 6,180 968 11,124 1,934 4,942 619 4,612 505
35 0.08 9,230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
45 0.06 7,416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322
¢ 8 0.24 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860
12 0.22 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860
16 0.2 9,230 1,605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
03 20 0.18 9,230 1605 8240 1,433 7,827 1361 11,124 1,934 6,839 951 6,016 733
30 0.16 9,230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
85 0.14 9,230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
45 0.12 7,416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322
12 0.35 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860
16 0.25 9,230 1,605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
20 0.2 9,230 1,605 8,240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
0s 30 0.15 9,230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
35 0.1 9,230 1,605 8,240 1433 6,180 968 11,124 1,934 4,942 619 4,612 505
45 0.05 7,416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322
1 12 0.4 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860

[Note] Please refer to P620
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

Gosed’ il weesed e fedmedsel dadeedsed
= (25~35HRC) (35~45HRC)

Ratio to stafilard depth of 1.00 0.90 0.80 120 065 0.60
MLy ek a n vf n vf n vf n vf n vf n v
(mm') (mm) I-(errl11§1t)l1 r/min  mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min  r/min mm/min

16 029 9230 1,605 8,240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733

20 023 9,230 1,605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733

4 1 30 017 9230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
35 012 9230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505

45 0.06 7,416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322

20 0.08 8239 1,791 7415 1612 7,003 1,523 9,887 2,149 6,179 1,075 5,767 878

o 40 0.06 5931 1,156 5,338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566
20 016 8239 1,791 7415 1612 7,003 1,523 9,887 2,149 6,179 1,075 5,767 878

02 40 0.3 5931 1,156 5338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566
20 024 8239 1,791 7415 1612 7,003 1,523 9,887 2,149 6,179 1,075 5,767 878

i °° 40 0.2 5931 1,156 5338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566
200 035 8239 1,791 7,415 1612 7,003 1,523 9,887 2,149 6,179 1,075 5,767 878

0 40 0135 5931 1,156 5338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566
20 04 8239 1,791 7415 1612 7,003 1,523 9,887 2,149 6,179 1,075 5,767 878

! 40 015 5931 1,156 5338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566
12 008 6867 1,792 6,181 1612 5837 1,523 8240 2,150 5,150 1,075 4,808 878

18 0.065 6867 1,792 6,181 1612 5837 1,523 8240 2,150 5,150 1,075 4,808 878

01 24 0.06 6867 1,792 6181 1,612 5837 1,523 8240 2,150 5,150 1,075 4,808 878
35 0.05 5837 1,371 5253 1,234 4962 1,165 7,005 1,644 4,379 823 4,086 671

55  0.04 4,942 945 4,449 851 4,201 803 5931 1,134 3,706 561 3,460 457

12 016 6867 1,792 6,181 1612 5837 1,523 8240 2,150 5,150 1,075 4,808 878

18 014 6,867 1,792 6,181 1,612 5837 1523 8240 2,150 5,150 1,075 4,808 878

02 24 013 6867 1,792 6,181 1612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878
6 35 011 5837 1,371 5253 1,234 4962 1,165 7,005 1,644 4,379 823 4,086 671
55  0.08 4,942 945 4,449 851 4,201 803 5931 1,134 3,706 561 3,460 457

12 024 6867 1,792 6,181 1,612 5837 1523 8240 2,150 5,150 1,075 4,808 878

18 022 6867 1,792 6,181 1,612 5837 1523 8240 2,150 5,150 1,075 4,808 878

03 24 0.2 6,867 1,792 6,181 1,612 5837 1523 8,240 2,150 5,150 1,075 4,808 878
35 018 5837 1,371 5253 1234 4962 1,165 7,005 1,644 4,379 823 4,086 671

55  0.14 4,942 945 4,449 851 4,201 803 5931 1,134 3,706 561 3,460 457

18 035 6867 1,792 6,181 1,612 5837 1523 8240 2,150 5,150 1,075 4,808 878

0° 24 029 6867 1,792 6,181 1612 5837 1,523 8240 2,150 5,150 1,075 4,808 878

[Note] Please refer to P620
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2/SHM200-RN2
2 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

Aosed | Tesel | weiessl i, GUESS(ERRE
R 1.00 0.90 0.80 120 0.65 0.60
Bﬂigl. r Lll\lr:e?:?(r ap n Vf n Vf n Vf n. vf n. Vf n Vf
(mm) (mm) I.(enr11§::)l1 r/min . mm/min  r/min | mm/min r/min | mm/min  r/min  mm/min  r/min  mm/min = r/min mm/min
35 0.24 5837 1371 5253 1,234 4962 1,165 7,005 1,644 4,379 823 4,086 671
0> 55 0.165 4,942 945 4,449 851 4,201 803 5931 1,134 3,706 561 3,460 457
18 0.4 6,867 1,792 6,181 1612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878
0 24 035 6,867 1,792 6,181 1,612 5837 1523 8240 2,150 5,150 1,075 4,808 878
! 35 0.28 5837 1371 5253 1,234 4962 1,165 7,006 1,644 4,379 823 4,086 671
55 0.2 4,942 945 4,449 851 4,201 803 5931 1,134 3,706 561 3,460 457
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for
hardened Steel (45~55HRC), ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is lower than the data in the above table, the feed rate should also be lowered in the same ratio.
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN4/SHM200-RN4
4 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

Carbon Steel,

Alloy Steel,

PH,Ferrite,

Aosed | sl | sl oo, | GEUESS(ERi
Ratio to statlarsi depth of 1.00 0.90 0.80 120 0.65 0.60

gllgl r l#\ll%?(r ap n Vf n Vf n Vf n. Vf n. Vf n Vf
(mm) (mm) L(ﬂrgntr r/min | mm/min  r/min | mm/min  r/min | mm/min  r/min  mm/min  r/min  mm/min = /min mm/min
4 0.012 31,120 1,952 28,008 1,757 26,608 1,669 38,900 2,440 23,947 1,230 22,749 1,000

6 0.01 25200 1,424 22,680 1,282 21,546 1,218 31,500 1,780 19,391 990 18,422 810

8 0.008 22,400 1,264 20,160 1,138 19,152 1,081 28,000 1,580 17,237 880 16,375 720

0.05 10 0.005 19,600 1,112 17,640 1,001 16,758 951 24,500 1,390 15,082 770 14,328 630

12 0.004 17,440 880 15,696 792 14,911 752 21,800 1,100 13,420 600 12,749 480

16 0.003 17,440 768 15,696 691 14,911 657 21,800 960 13,420 510 12,749 400

20  0.002 13,040 576 11,736 518 11,149 492 16,300 720 10,034 385 9,533 300

! 4 0.02 31,120 1,952 28,008 1,757 26,608 1,669 38,900 2,440 23,947 1,230 22,749 1,000
6 0.018 25,200 1,424 22,680 1,282 21,546 1,218 31,500 1,780 19,391 990 18,422 810

8 0.014 22,400 1,264 20,160 1,138 19,152 1,081 28,000 1,580 17,237 880 16,375 720

0.1 10 0.01 19,600 1,112 17,640 1,001 16,758 951 24,500 1,390 15,082 770 14,328 630

12 0.008 17,440 880 15,696 792 14,911 752 21,800 1,100 13,420 600 12,749 480

16 0.006 17,440 768 15,696 691 14,911 657 21,800 960 13,420 510 12,749 400

20 0.004 13,040 576 11,736 518 11,149 492 16,300 720 10,034 385 9,533 300

4 0.02 23920 1,624 21,528 1,462 20,452 1,389 29,900 2,030 18,406 1,020 17,486 830

8 0.014 21,760 1,480 19,584 1,332 18,605 1,265 27,200 1,850 16,744 1,030 15907 840

0.05 12 0.007 17,440 1,184 15696 1,066 14,911 1,012 21,800 1,480 13,420 820 12,749 670

15 0.006 13,520 816 12,168 734 11,560 698 16,900 1,020 10,404 560 9,883 450

20  0.004 13,520 816 12,168 734 11,560 698 16,900 1,020 10,404 560 9,883 450

e 4 0.027 23,920 1,624 21,528 1462 20,452 1,389 29,900 2,030 18,406 1,020 17,486 830
8 0.02 21,760 1,480 19,584 1,332 18,605 1,265 27,200 1,850 16,744 1,030 15,907 840

01 12 0.017 17,440 1,184 15696 1,066 14,911 1,012 21,800 1,480 13,420 820 12,749 670

15 0.014 13,520 816 12,168 734 11,560 698 16,900 1,020 10,404 560 9,883 450

20 0.01 13,520 816 12,168 734 11,560 698 16,900 1,020 10,404 560 9,883 450

4 0.035 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15,600 1,470 14,600 1,200

6 0.03 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15,600 1,470 14,600 1,200

8 0.025 18,900 2,230 17,000 2,010 16,100 1,890 22,700 2,670 14,200 1,340 13,200 1,090

b 12 0.02 15300 1,620 13,800 1,460 13,000 1,380 18,400 1,950 11,500 1,080 10,700 890
16 0.015 13,600 1,440 12,200 1,300 11,600 1,230 16,300 1,730 10,200 960 9,500 790

20 0.01 11,900 1,260 10,700 1,140 10,100 1,070 14,300 1,520 8,900 840 8,300 690

[Note] Please refer to P625
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4/SHM200-RN4
4 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Mosed el wrewiesed o Fedmssel s
i~ (25~35HRC) (35~45HRC)
Ratio to staniar depth of 100 090 080 120 065 0.60
II\JAi!l r lmir ap n vf n Vf n Vf n Vi n Vi n Vf
(mni) (mm) L?ﬁ‘nt)h r/min mm/min r/min mm/min  r/min mm/min  r/min mm/min r/min  mm/min r/min  mm/min
4 0.042 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15,600 1,470 14,600 1,200
6 0.042 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15,600 1,470 14,600 1,200
8 0.036 18,900 2,230 17,000 2,010 16,100 1,890 22,700 2,670 14,200 1,340 13,200 1,090
0t 12 0.036 15,300 1,620 13,800 1,460 13,000 1,380 18,400 1,950 11,500 1,080 10,700 890
16  0.023 13,600 1,440 12,200 1,300 11,600 1,230 16,300 1,730 10,200 960 9,500 790
20 0.018 11,900 1,260 10,700 1,140 10,100 1,070 14,300 1,520 8,900 840 8,300 690
4 0.08 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15,600 1,470 14,600 1,200
6 0.08 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15,600 1,470 14,600 1,200
8 0.07 18,900 2,230 17,000 2,010 16,100 1,890 22,700 2,670 14,200 1,340 13,200 1,090
12 0.04 15300 1,620 13,800 1,460 13,000 1,380 18,400 1,950 11,500 1,080 10,700 890
o2 16 0.04 13,600 1,440 12,200 1,300 11,600 1,230 16,300 1,730 10,200 960 9,500 790
20 0.035 11,900 1,260 10,700 1,140 10,100 1,070 14,300 1,520 8,900 840 8,300 690
25 0.025 11,900 1,260 10,700 1,140 10,100 1,070 14,300 1,520 8,900 840 8,300 690
2 30 0.017 11,300 1,200 10,200 1,080 9,600 1,020 13,600 1,440 8,500 800 7,900 650
4 0.11 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15,600 1,470 14,600 1,200
8 0.09 18,900 2,350 17,000 2,100 16,100 1,950 22,700 2,850 14,200 1,490 13,200 1,210
03 12 0.06 15300 1,810 13,800 1,620 13,000 1,530 18,400 2,170 11,500 1,200 10,700 980
16 0.06 13,600 1,610 12,200 1,440 11,600 1,360 16,300 1,930 10,200 1,070 9,500 870
20 0.037 11,900 1,400 10,700 1,260 10,100 1,190 14,300 1,680 8,900 940 8,300 70
4 0.17 20,800 2450 18,700 2210 17,700 2,080 24,900 2940 15,600 1,470 14,600 1,200
6 0.17 20,800 2450 18,700 2210 17,700 2,080 24,900 2940 15,600 1,470 14,600 1,200
8 0.14 18,900 2350 17,000 2100 16,100 1,950 22,700 2850 14,200 1,490 13,200 1,210
12 0.08 15300 1810 13,800 1620 13,000 1,530 18,400 2170 11,500 1,200 10,700 980
0s 16 0.08 13,600 1610 12,200 1440 11,600 1,360 16,300 1930 10,200 1,070 9,500 870
20 0.05 11,900 1400 10,700 1260 10,100 1,190 14,300 1680 8,900 940 8,300 770
25 0.05 11,900 1400 10,700 1260 10,100 1,190 14,300 1680 8,900 940 8,300 770
30 0.03 11,300 1330 10,200 1200 9,600 1,130 13,600 1600 8,500 850 7,900 730
8 0.047 18,900 2480 17,000 2230 16,100 2,100 22,700 2970 14,200 1,490 13,200 1,210
25 01 16 0.037 13,600 1610 12,200 1440 11,600 1,360 16,300 1930 10,200 1,070 9,500 870
20 0.025 11,900 1400 10,700 1260 10,100 1,190 14,300 1680 8,900 940 8,300 770

[Note] Please refer to P625
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN4/SHM200-RN4
4 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

ol Tlsel | wmeesia P TEERS (R
Ratio to stafidlard depth of 100 0.90 0.80 120 0.65 0.60
[I\;Iigl r L#\lr;(iir ap n Vi n Vi n Vf n Vf n /i n Vf
(mni) (mm) L(er1|11§1t)h r/min  mm/min r/min  mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
8 0.08 16,200 2140 14,600 1920 13,800 1,820 19,400 2570 12,200 1,280 11300 1,100
0.2 16 0.045 14,100 1770 12,700 1600 12,000 1,510 16,900 2130 10,600 1,110 9,900 960
20 0.042 11,800 1410 10,600 1270 10,000 1,200 14,100 1750 8,800 930 8,200 790
2.5 12 0.09 14,800 1960 13,300 1760 12,500 1,660 17,700 2350 11,100 1,230 10,300 1,010
03 20 0.052 11,800 1560 10600 1400 10,000 1330 14,100 1870 8,800 1,040 8,200 850
12 0.1 14,800 1,960 13,300 1,760 12,500 1,660 17,700 2,350 11,100 1,230 10,300 1,010
0s 20 0.07 11,800 1,560 10,600 1,400 10,000 1,330 14,100 1,870 8,800 1,040 8,200 850
8 0.055 14,400 2,120 13,000 1,910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
16  0.035 14,400 2,120 13,000 1,910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
o1 25 0.022 11,700 1,720 10,500 1,550 9,900 1,460 14,000 2,060 8,700 1,150 8,200 940
30 0.014 9,00 1,720 8,200 1,550 7,700 1,460 10,900 2,060 6,800 1,150 6,400 940
8 0.09 14,400 2,120 13,000 1,910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
12 0.07 14,400 2,120 13,000 1,910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
16 0.05 14,400 2,120 13,000 1,910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
02 20 0.05 11,700 1,720 10,500 1,550 9,900 1,460 14,000 2,060 8,700 1,150 8,200 940
25 0.045 11,700 1,720 10,500 1,550 9,900 1,460 14,000 2,060 8,700 1,150 8,200 940
30 0.04 9,100 1,720 8,200 1,550 7,700 1,460 10,900 2,060 6,800 1,150 6,400 940
8 0.13 14,400 2,360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
: 16 0.075 14,400 2,360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
03 20 0075 11,700 1,910 10,500 1,720 9,900 1,620 14,000 2,290 8,700 1,270 8,200 1,040
25 0.067 11,700 1,910 10,500 1,720 9,900 1,620 14,000 2,290 8,700 1,270 8,200 1,040
30 0.06 9,100 1,910 8200 1,720 7,700 1,620 10,900 2,290 6,800 1,270 6,400 1,040
8 0.18 14,400 2,360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
12 0.13 14,400 2,360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
16 0.1 14,400 2,360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
05 20 0.1 11,700 1,910 10,500 1,720 9,900 1,620 14,000 2,290 8,700 1,270 8,200 1,040
25 0.09 11,700 1,910 10,500 1,720 9,900 1,620 14,000 2,290 8,700 1,270 8,200 1,040
30 0.08 9,100 1,910 8200 1,720 7,700 1,620 10,900 2,290 6,800 1,270 6,400 1,040
35 0.065 9,00 1,910 8200 1,720 7,700 1,620 10,900 2,290 6,800 1,270 6,400 1,040

[Note] Please refer to P625
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4/SHM200-RN4
4 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Mo TS RS omg. esie e
Ratio to standartl depth of 1.00 0.90 0.80 120 0.65 0.60

B/Iii;l. r L:\lr}acti:ekr ap n Vf n Vf n Vf n. Vf n Vf n Vf
(mm) (mm) I.(ﬂ:%:)h r/min . mm/min  r/min | mm/min  r/min  mm/min r/min  mm/min  r/min | mm/min  r/min  mm/min
12 0.065 10,400 2,790 9,300 2,520 8,800 2,240 12,400 3,350 7,800 1,750 7,200 1,300

20 0.055 10,400 2,790 9,300 2,520 8,800 2,240 12,400 3,350 7,800 1,750 7,200 1,300

o1 30 0.045 9,300 2,520 8,400 2,010 7,900 1,830 11,200 3,020 7000 1,470 6500 1,170

40 0.03 9,300 2,520 8,400 2,010 7,900 1,830 11,200 3,020 7000 1,470 6,500 1,170

12 0.13 10,400 2,790 9,300 2,520 8,800 2,240 12,400 3,350 7,800 1,750 7,200 1,300

20 0.1 10,400 2,790 9,300 2,520 8,800 2,240 12,400 3,350 7,800 1,750 7,200 1,300

02 30 0.08 9,300 2,520 8,400 2,010 7,900 1,830 11,200 3,020 7000 1,470 6500 1,170

40 0.06 9,300 2,520 8,400 2,010 7,900 1,830 11,200 3,020 7000 1,470 6,500 1,170

¢ 12 0.17 10,400 2,790 9,300 2,520 8,800 2,380 12,400 3,350 7,800 1,860 7,200 1,410
20 0.13 10,400 2,790 9,300 2,520 8,800 2,380 12,400 3,350 7,800 1,860 7,200 1,410

03 30 0.1 9,300 2,520 8,400 2,260 7,900 1,900 11,200 3,020 7,000 1,570 6,500 1,170

40 0.08 9,300 2,520 8,400 2,260 7,900 1,900 11,200 3,020 7,000 1,570 6,500 1,170

12 0.24 10,400 2,790 9,300 2,520 8,800 2,380 12,400 3,350 7,800 1,860 7,200 1,410

20 0.2 10,400 2,790 9,300 2,520 8,800 2,380 12,400 3,350 7,800 1,860 7,200 1,410

0o 30 0.17 9,300 2,520 8,400 2,260 7,900 1,900 11,200 3,020 7,000 1,570 6,500 1,170

40 0.1 9,300 2,520 8,400 2,260 7,900 1,900 11,200 3,020 7,000 1,570 6,500 1,170

20 0.07 8100 2,190 7,300 1,970 6900 1,760 9,700 2,620 6,100 1,370 5,700 1,020

o1 40 0035 7,300 1,970 6,600 1,570 6,200 1,430 8,700 2,360 5,500 1,150 5,100 920

20 0.15 83100 2,190 7,300 1,970 6900 1,760 9,700 2,620 6,100 1,370 5,700 1,020

02 40 0.08 7,300 1970 6,600 1,570 6,200 1,430 8,700 2,360 5,500 1,150 5,100 920

20 021 8100 2,190 7,300 1,970 6900 1,860 9,700 2,620 6,100 1,460 5,700 1,110

. 0 40 0.1 7,300 1970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920
20 0.28 8100 2,190 7,300 1,970 6900 1,860 9,700 2,620 6,100 1,460 5,700 1,110

0o 40 0.14 7300 1970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920

20 035 8100 2,190 7,300 1,970 6900 1,860 9,700 2,620 6,100 1,460 5,700 1,110

! 40 0.18 7,300 1970 6,600 1,770 6,200 1,490 8,700 2,360 5500 1,230 5,100 920

[Note] Please refer to P625
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-RN4/SHM200-RN4
4 Flute, Corner Radius
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

TS M WS e e s
R~ (25~35HRC) (35~45HRC)
Ratio to statlarsl depth of 1.00 0.90 0.80 120 0.65 0.60
gllgl r Lf\lr:edc?(r ap n Vf n. Vf n. Vf n Vf n. Vf n Vf
(mm) (mm) L(enr:%t)h r/min . mm/min  r/min | mm/min  r/min | mm/min  r/min mm/min  r/min  mm/min = r/min mm/min
30 0.15 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5400 1,220 5,000 910
02 54 0.1 6,500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
72 0.07 6500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
30 0.25 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5400 1,300 5,000 980
03 54 0.18 6,500 1,750 5,800 1,570 5,500 1,270 7,800 2,100 4,900 1,090 4,500 820
72 0.1 6,500 1,750 5,800 1,570 5,500 1,270 7,800 2,100 4,900 1,090 4,500 820
® 30 035 7,200 1940 6,500 1,750 6,100 1,650 8,600 2,330 5400 1,300 5,000 980
05 54 0.25 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.15 6,500 1,750 5800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
30 0.55 7,200 1,940 6,500 1,750 6,100 1,650 8,600 2,330 5400 1,300 5,000 980
1 54 0.4 6,500 1,750 5,800 1,570 5500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.22 6,500 1,750 5800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for
hardened Steel (45~55HRC), ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. 1f the rpm of the machine is lower than the data in the above table, the feed rate should also be lowered in the same ratio.
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material

Carbon Steel,

Alloy Steel,

PH,Ferrite,

oS geoldel MaemleSsl ol UsusR0 GsessHeO)
Ratioto standarl depth of 1.00 0.90 0.80 120 0.65 0.60
Mill | Under
(m'T'n) (g;) I.('%%;h &y r/r:lﬂn mm\?fmin r/r?ﬂn mm\?fmin r/nr]ﬂn mm\ﬁ'nin r/nr]\in mm\7min r/nr"ﬂn mm\?fmin r/rrr]ﬂn mm\7min
0.2 0.008 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.05 0.1 03 0.006 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 0.004 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 0.02 45000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
0.75 0.017 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
1 0.014 45000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
125 0.011 45,000 284 43,740 275 41,310 242 45000 340 36,450 197 34,020 153
B ©- 1.5 0.008 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2 0.008 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
25 0.006 43200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
3 0.004 43,200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
0.5 0.027 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
0.75 0.024 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1 0.021 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1.25 0.019 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
e 1.5 0.016 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
2 0.012 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
25 0.01 45000 405 43,740 393 41310 335 45,000 486 36,450 279 34,020 245
3 0.008 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
0.75 0.043 45,000 756 45,000 755 45,000 693 45,000 870 42,120 590 39,312 551
1 0.04 45,000 756 45,000 755 45,000 693 45,000 870 42,120 590 39,312 551
1.5 0.034 45,000 648 45000 647 45000 594 45000 746 42,120 421 39,312 393
2 0.028 45,000 540 45,000 540 45,000 495 45,000 622 42,120 421 39,312 393
02 04 25 0.022 38880 420 34992 378 33,048 328 45,000 504 29,160 263 32,659 245
3 0.016 38880 420 34,992 378 33,048 328 45000 504 29,160 263 32,659 245
35 0.012 38880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
4 0.01 38,830 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
45 0.008 34560 353 31,104 318 29,376 275 41,472 423 25920 221 24,192 205
1 0.045 45,000 1,350 42,120 1,264 39,780 1,074 45,000 1,350 35,100 948 32,760 669
1.5 0.04 45,000 1,350 42,120 1,264 39,780 1,074 45,000 1,350 35,100 948 32,760 613
. 2 0.035 45,000 1,080 42,120 1,011 39,780 860 45,000 1,080 35100 758 32,760 613
25 0.033 45,000 900 37,908 682 35802 581 45000 973 31,590 511 29,484 452

[Note] Please refer to P636
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General Type)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose ) Continuation
Micro Diameter Endmills for Deep Machining

Workpiece Material n m m
Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel @ Copp:ﬁ, H?{gir},esﬁtgfl H?Srgi%%igtgel
(180~250HB) (25~35HRC) (35~45HRC) opperAtioys
Ratio to standlard depth of 1.00 0.90 0.80 120 065 0.60
Mill Under
Dia Neck g n Vi n Vi n Vi n Vf n /. n Vf
(mm) (mni) L(engt)h P r/min | mm/min  r/min  mm/min  r/min  mm/min  r/min  mm/min  r/min | mm/min  r/min  mm/min
mm
3 0.03 42,120 758 37,908 682 35,802 581 45,000 810 31,590 511 22,680 347
4 0.02 32,400 583 29,160 525 27,540 446 38,880 700 29,160 472 22,680 347
5 0.018 32,400 583 29,160 525 27,540 446 38,880 700 29,160 472 22,680 347
0.25 0.5

55 0.015 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
6 0.013 28,800 490 25,920 441 24,480 374 34560 588 21,600 330 20,160 292
8 0.008 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
1
2

0.075 45,000 2,025 45,000 2,025 45,000 1,755 45,000 2,025 43,200 1,555 40,320 1,210

0.063 45,000 2,025 45,000 2,025 45,000 1,755 45,000 2,025 43,200 1,555 40,320 1,210
2.5 0.046 45,000 1,620 45,000 1,620 45,000 1,404 45,000 1,620 43,200 1,244 40,320 887
3 0.041 45,000 1,620 45,000 1,620 45,000 1,404 45,000 1,620 43,200 1,244 40,320 887
35 0.035 45,000 1,539 45,000 1,538 44,064 1,307 45,000 1,539 38,880 1,065 36,288 759
4 0.026 45,000 1,539 45,000 1,538 44,064 1,307 45,000 1,539 38,880 1,065 36,288 689
4.5 0.022 45,000 1,215 43,740 1,182 41,310 967 45,000 1,215 36,450 788 34,020 613
03 06 5 0.02 42,120 1,138 37,908 1,024 35,802 838 45,000 1,215 31,590 682 29,484 531
55 0.017 42,120 1,138 37,908 1,024 35,802 838 45,000 1,215 31,590 682 29,484 531
6 0.015 42,120 1,138 37,908 1,024 35,802 838 45,000 1,215 31,590 682 29,484 531
7 0.015 28,800 734 25,920 793 24,480 541 34,560 881 21,600 441 20,160 446
8 0.015 28,800 734 25,920 661 24,480 541 34,560 881 21,600 441 20,160 343
9 0.012 28,800 734 25,920 661 24,480 541 34,560 881 21,600 441 20,160 343
10 0.009 25,200 643 22,680 579 21,420 473 30,240 771 18,900 385 17,640 300
12 0.007 21,600 518 19,440 466 18,360 382 25,920 622 16,200 311 15,120 242

2 0.092 45,000 2,228 45,000 2,228 45,000 1,940 45,000 2,228 43,200 1,739 37,800 1,069
4 0.041 45,000 1,692 45,000 1,692 44,064 1,443 45,000 1,692 38,880 1,189 34,020 761
e 6 0.027 42,120 1,251 37,908 1,126 35802 925 45,000 1,337 31,590 763 27,216 577
8 0.02 28,800 760 25920 684 24,480 563 34,560 912 21,600 464 20,160 380
2 0.12 45,000 2,430 45,000 2,430 45,000 2,160 45,000 2,430 43,200 2,333 40,320 1,694
4 0.078 45,000 2,430 45,000 2,430 45,000 2,160 45,000 2,430 43,200 2,333 40,320 1,694
5 0.059 45,000 2,186 45,000 2,188 44,064 1,903 45,000 2,188 38,880 1,911 36,288 1,372
B ©° 6 0.042 45,000 2,040 40,824 1,852 38,556 1,554 45,000 2,042 34,020 1,286 31,752 1,121
8 0.02 37,440 1,213 33,696 1,092 31,824 916 44,928 1,455 28,080 758 26,208 660
10 0.02 28,800 881 25920 793 24,480 666 34,560 1,058 21,600 551 20,160 480
0.45 0.9 2 0.135 45,000 2,877 45,000 2,877 45,000 2,539 45,000 2,877 41,040 2,170 38,304 1,924

[Note] Please refer to P636
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

it T T W T
Ratio to standlar depth of 1.00 0.90 0.80 120 065 0.60
Ml Under
(mRm) (21?1') LEE%;h aly r/nr1in mm\?:'nin r/nljnin mm\?:nin r/nI]1in mm\?:nin r/nr;in mm\7min r/rrrlnin mm\ﬁnin r/nr;in mm\?:'nin
4 0.081 45,000 2,494 45,000 2,494 43,605 2,132 45,000 2,494 38,475 1,763 35,910 1,563
0.45 0.9 6 0.05 43,092 1,818 38,783 1,636 36,628 1,364 45,000 2,072 32,319 1,128 30,164 1,000
8 0.036 32,832 1,259 29,549 1,133 27,907 944 39,398 1,511 24,624 781 22,982 693
2 0.2 45,000 3,375 43,740 3,281 41,310 2,788 45,000 3,375 38,880 2,450 34,020 2,041
3 0.2 45,000 3,375 43,740 3,281 41,310 2,788 45,000 3,375 38,880 2,450 34,020 2,041
4 0.14 45,000 3,375 43,740 3,281 41,310 2,788 45,000 3,375 38,880 2,450 34,020 2,041
5 0.09 42,120 2,948 37,908 2,653 35,802 2,336 45,000 3,150 38,880 2,286 29,484 1,652
6 0.06 37,908 2,389 36,742 2,302 34,700 2,087 45,000 2,836 34,992 2,118 26,536 1,241
T 0.06 34,992 1,575 31,493 1,417 29,743 1,204 41,990 1,890 28,431 1,191 24,494 955
8 006 34992 1575 31,493 1417 29,743 1204 41990 1,890 28431 1,191 24,494 88l
0.5 1 9 0.045 34,992 1,575 31,493 1,417 29,743 1,204 41,990 1,890 28,431 1,191 24,494 881
10 0.038 34,992 1,575 31,493 1,417 29,743 1,204 41,990 1,890 28,431 1,191 24,494 881
12 0.025 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
13 0.023 25,920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
14 0.02 25,920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
16  0.015 25,920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
18  0.012 22,680 907 20,412 816 19,278 694 27,216 1,089 17,010 572 15,876 508
20 0.01 19,440 778 17,496 700 16,524 595 23,328 933 14,580 490 13,608 436
2 0.2 45,000 3,532 40,824 3,204 38,556 2,634 45,000 3,532 34,020 2,207 31,752 1,958
4 0.14 45,000 3,532 40,824 3,204 38,556 2,634 45,000 3,532 34,020 2,207 31,752 1,958
0.55 1.1 6 0.06 35,802 2,075 32,222 1,868 30,432 1,535 42,962 2,490 26,852 1,287 25,061 1,141
8 0.06 35802 2,075 32,222 1,556 28,091 1,181 42,962 2,075 24,786 990 23,134 878
10 0.038 35,802 1,597 32,222 1,556 28,091 1,181 42,962 2,075 24,786 990 23,134 878
4 0.16 41,539 3,369 37,384 2,934 35307 2,445 45,000 3,532 33,231 2,300 29,076 1,674
8 0.06 33,696 1,928 30,326 1,893 28,642 1,862 40,435 2,313 27,216 1,856 23,587 943
B 10 0.053 31,104 1,537 27,994 1,310 26,438 1,190 37,325 1,746 24,300 962 21,773 784
12 0.045 31,104 1,456 27,994 1,310 26,438 1,190 37,325 1,746 23,328 923 21,773 784
8 0.11 29,484 2,123 26,536 1911 25,061 1,625 35381 2,547 22,113 1,380 20,639 1,238
0.7 1.4 12 0.053 27,216 1,470 24,494 1,323 23,134 1,124 32,659 1,764 20,412 956 19,051 858
16 0.035 20,160 1,028 18,144 925 17,136 87 24,192 1,234 15,120 669 14,112 599
4 0.2 37,800 3,742 34,020 3,368 32,130 2,892 45,000 4,456 28,350 2,297 26,460 1,985
0.75 1.5 6 0.2 37,800 3,742 34,020 3,368 32,130 2,892 45,000 4,456 28,350 2,297 26,460 1,985
8 0.09 29,484 2,364 26,536 1,891 25,061 1,625 35381 2,522 22,113 1,291 20,639 1,115

[Note] Please refer to P636
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Solid Carbide Endmills |

Recommended Cutting Data (General Type)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

Carbon Steel,

Alloy Steel,

PH,Ferrite,

o il emes onfh  WHRS WS
Ratio to stafdard depth of 1.00 0.90 0.80 120 0.65 0.60
Mill Under
(mRm) (Ejf;) L?j%t()h =B r/rgin mm\?:nin r/nr:in mm\?:nin r/nr1in mm\;fmin r/nr1|in mm\?;nin r/r?lin mm‘?fmin r/r?ﬂn mm\?:nin
10 0.09 27,216 1,940 24,494 1746 23,134 1,499 32,659 2,327 20,412 1,191 19,051 1,029
12 009 27216 1,616 24,494 1454 23,134 1249 32,659 1,940 20,412 993 19,051 858
14 0075 27,216 1,616 21,773 1221 20,563 1,049 29,030 1,629 18,144 833 16934 719
e 1° 16 0.038 20,160 1,131 18,144 1,018 17,136 874 24,192 1357 15120 694 14,112 599
18 0.038 20,160 1,131 18,144 1,018 17,136 874 24,192 1357 15120 694 14,112 599
20 0.038 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15120 694 14,112 599
8 022 32,760 2,752 29,484 2477 27,846 2,244 39,312 3,302 24,570 1916 21,294 1,431
12 0.098 29,484 2,600 26,536 2,341 25,061 1,958 35,381 3,120 22,113 1,672 19,165 1,160
B 16 006 25272 1592 22,745 1433 21,481 1,199 30,326 1,911 18,954 1,024 17,690 892
20 0.04 18720 1,114 16,848 1,003 15912 839 22,464 1,337 14,040 716 13,104 624
8 0.26 30,420 2,921 27,378 2,628 25,857 2,172 36,504 3,505 22,815 1,807 21,294 1,534
12 0105 25272 1,820 22,745 1,637 21,481 1,354 30,326 2,183 18,954 1,125 17,690 956
e 16 0.068 25272 1,820 22,745 1,637 21,481 1,354 30,326 2,183 18,954 1,125 17,690 956
20 0.045 18,720 1273 16,848 1,146 15912 947 22,464 1,527 14,040 788 13,104 669
3 0.4 28350 4,253 25515 3,828 24,098 3,254 34,020 5,103 21,263 2,744 19,845 2,381
4 0.4 28350 4,253 25515 3,828 24,098 3,254 34,020 5,103 21,263 2,744 19,845 2,381
6 0.4 28350 3,828 25515 3,444 24,098 2,892 34,020 4,593 21,263 2,424 19,845 2,143
8 028 28350 3,828 25515 3,444 24,098 2,892 34,020 4,593 21,263 2,424 19,845 2,143
10 021 26,460 3,175 23,814 2,858 22,491 2,429 31,752 3,811 19,845 2,024 17,199 1,321
12 012 23,814 2,858 21,433 2,572 20,242 2,187 28,577 3,428 17,861 1,846 15479 1,189
13 012 23,814 2,858 21,433 2,572 20,242 2,187 28,5577 3,428 17,861 1,822 14,288 914
14 012 23,814 2,477 21,433 2229 20,242 1,895 28577 2,971 16,585 1,466 14,288 914
! 2 16 012 22,113 1,592 19,902 1,434 18,797 1218 26,536 1,911 16,585 1,320 14,288 823
18  0.09 20,412 1470 18371 1,323 17,350 1,124 24,494 1,764 16,585 1,219 14,288 823
20 0.075 20,412 1,470 18371 1,323 17,350 1,124 24,494 1,764 16,585 1,015 14,288 823
22 0.05 16,065 1,093 14,459 983 13,656 836 19,278 1,311 12,049 697 13,495 734
25  0.05 15120 1,028 13,608 925 12,852 787 18,144 1234 11,340 655 12,701 691
30 0.03 15,120 1,028 13,608 925 12,852 787 18,144 1,234 11,340 655 12,701 691
35 0.025 13,230 847 11,907 762 11,246 648 15,876 1,016 9,923 540 9,261 474
40  0.022 11,340 725 10,206 653 9,639 555 13,608 871 8,505 463 7,938 407
6 0.5 24975 4557 22,478 4,100 21,229 3,417 29,970 5468 18,732 2,779 17,483 2,278
125 25 10 034 24975 4557 22,478 4,100 21,229 3,417 29,970 5468 18,732 2,779 17,483 2,278
15 015 19,481 2,558 17,533 2,302 16,558 1,919 23,377 3,070 14,611 1,821 13,637 1,279

[Note] Please refer to P636
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MILLING TOOLS |

Solid Carbide Endmills

Recommended Cutting Data (General Type)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

) Continuation

Workpiece Material . | “n | m m
Carbon Steel, Alloy Steel, PH,Ferrite,
dorsed | Jodseel  Momeniesed  copiiioys | GawRO  GoereO)
Ratio to 5@'}?:5’ depth of 1.00 0.90 0.80 1.20 0.65 0.60
mill  Ynder
(mRm) (Eqi;') Li%;h ap r/r[r11in mm\fmin r/nn1in mm\fmin r/r!r11in mm\7min r/nr]1in mm\?:nin r/nr"ﬂn mm\?‘min r/nqin mm\?fmin
20 0.12 17,982 1967 16,184 1,771 15,285 1,476 21,578 2,362 14,611 1,301 12,587 984
125 25 25 0098 17,982 1,770 16,184 1,593 15285 1,328 21,578 2,124 13,487 1,080 12,587 885
30 0.055 13,320 1,377 11,988 1,239 11,322 1,033 15984 1,652 9,990 840 9,324 689
8 0.6 21,600 4,860 19,440 4,374 18,360 3,690 25920 5,832 16,200 3,062 15,120 2,722
10 0.42 21,600 4,860 19,440 4,374 18,360 3,690 25920 5,832 16,200 3,062 15,120 2,722
13 0315 20,160 3,629 18,144 3,266 17,136 2,755 24,192 4,354 15,120 2,286 14,112 2,032
16 0315 20,160 3,266 18,144 2,939 17,136 2,480 24,192 3,920 15,120 2,057 13,104 1,699
e ’ 20 0.18 16,848 2,274 15,163 2,048 14,321 1,727 20,218 2,730 12,636 1,434 10,886 1,176
25 0.12 16,848 2,274 15,163 2,048 14,321 1,727 20,218 2,730 12,636 1,434 10,886 1,176
30 0.12 15,552 2,100 13,997 1,890 13,219 1,594 18,662 2,520 11,664 1,323 10,886 1,176
B5) 0.08 11,520 1,469 10,368 1,322 9,792 1,115 13,824 1,762 8,640 925 9,677 987
15 0.36 16,088 3,299 14,479 2,969 13,675 2,475 19,305 3,959 12,065 2,012 11,262 1,650
25 0.21 13,365 2,052 12,029 1,847 11,361 1,539 16,038 2,462 10,024 1,252 9,356 1,026
e 35 0.09 13,365 2,052 12,029 1,847 11,361 1,539 16,038 2,462 10,024 1,252 9,356 1,026
45 0.09 9,900 1,438 8910 1,294 8415 1,079 11,880 1,726 7,425 878 6,930 719
10 0.6 15525 4,658 13,973 4,192 13,197 3,564 18,630 5589 11,644 2,969 10,868 2,608
13 0.48 15525 4,658 13,973 4,192 13,197 3,564 18,630 5,589 11,644 2969 10,868 2,608
16 0.42 15525 4,658 13,973 4,192 13,197 3,564 18,630 5,589 11,644 2969 10,868 2,608
20 0.42 13,455 3,229 12,110 2,906 11,437 2471 16,146 3,875 10,092 2,058 9,419 1,808
25 0.24 12,110 2615 10,899 2,354 10,293 2,001 14,531 3,139 9,083 1,946 8477 1,464
: ! 30 0.16 11,178 2,012 10,060 1,811 9,502 1,539 13,414 2,415 8,384 1283 7,825 1,127
B5 0.1 11,178 2,012 10,060 1,811 9,502 1,539 13,414 2415 8384 1,283 7,825 1,127
40 0.1 11,178 2,012 10,060 1,811 9,502 1,539 13,414 2415 8384 1,283 7,825 1,127
45 0.1 8,280 1,408 7,452 1,267 7,038 1,076 9936 1,689 6,210 897 5,796 788
50 0.1 8,280 1,408 7,452 1,267 7,038 1,016 9,936 1,689 6,210 897 5,796 788
20 0.525 11,340 4,082 10,206 3,674 9,639 2,892 13,608 4,899 8505 2,552 7,938 2,143
25 0.525 10,530 3,285 9,477 3,412 8951 2,686 12,636 4549 7,898 2,370 7,371 1,990
> ° 30 0.3 9,477 2,502 8,529 3,072 8,056 2,417 11,372 4,094 7,108 2,132 6,634 1,792
40 0.2 8,748 1,890 7,873 1,701 7,436 1,338 10,498 2,268 6,561 1,182 6,124 993
12 0.6 12,150 5,103 10,935 4,593 10,328 3,828 14,580 6,124 9,113 3,113 8,505 2,552
20 0.5 11,475 4,476 10,328 4,028 9,754 3,356 13,770 5370 8,607 2,730 8,033 = 2,237
’ ° 30 042 9,360 2,696 8424 2,426 7,956 1910 11,232 3,235 7,020 1,825 6,552 1,415
50 015 7,776 2,015 6,998 1,814 6,610 1428 9331 2,418 5832 12260 5443 1,058

[Note] Please refer to P636
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

SE = e i L R
Ratio to Stcau“t‘(j;;f depth of 1.00 0.90 0.80 1.20 0.65 0.60
mill  Ynder
(mrin) (Eqiﬁq') L(':nr?%h &Y r/rrr.l1in mm\?fmin r/r?ﬂn mm\fmin r/r!r11in mm\ﬁ‘nin r/nr]1in mm\7min r/nrjmin mm\?:'nin r/nqin mm\?fmin
0.2 0.004 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.05 0.1 0.3 0.003 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 0.002 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 0.015 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
0.75 0.013 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
1 0.011 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
1.25 0.008 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
B 1.5 0.007 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2 0.006 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2.5 0.005 43,200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
3 0.003 43,200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
0.5 0.02 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
0.75 0.018 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1 0.016 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1.25 0.014 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
e 1.5 0.012 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
2 0.009 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
2.5 0.008 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
3 0.006 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
0.75 0.043 43,200 518 38,880 466 36,720 404 45,000 622 32,400 324 30,240 302
1 0.04 43,200 518 38,880 466 36,720 404 45,000 622 32,400 324 30,240 302
1.5 0.034 43,200 518 38,880 466 36,720 404 45,000 622 32,400 324 30,240 302
2 0.028 43,200 518 38,880 466 36,720 404 45,000 622 32,400 324 30,240 302
02 04 25 0.016 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
3 0.011 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
3.5 0.008 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
4 0.005 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
4.5 0.004 34,560 353 31,104 318 29,376 275 41,472 423 25,920 221 24,192 205
1 0.045 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25,200 428
15 0.04 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25,200 428
e - 2 0.035 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25,200 428
2.5 0.033 36,000 720 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347

[Note] Please refer to P636
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MILLING TOOLS |

Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

) Continuation

Workpiece Material n m m

o G

Ratlo to standlars depth of 100 0.90 0.80 120 0.65 0.60

Ml Under

(mRm) (mﬁi) I_('(;Er%t:h & r/r?lin mm\fmin r/r?ﬂn mm\?:nin r/rrr11in mm\?cmin r/r?\in mm\?cmin r/r?]in mm\?cmin r/nQin mm\ﬁfmin
3 0.03 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347
4 0.02 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347
5 0.018 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347
e °° 55 0.008 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
6 0.007 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
8 0.004 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
1 0.05 36,000 1,080 32,400 972 30,600 796 43,200 1,296 27,000 648 25,200 504
2 0.042 36,000 1,080 32,400 972 30,600 796 43,200 1,296 27,000 648 25,200 504
25 0.038 36,000 1,080 32,400 972 30,600 796 43,200 1,296 27,000 648 25,200 504
3 0.034 36,000 1,080 32,400 972 30,600 796 43,200 1,296 27,000 648 25,200 504
3.5 0.029 32,400 923 29,160 831 27,540 680 38,880 1,108 24,300 554 22,680 431
4 0.024 32,400 923 29,160 831 27,540 680 38,880 1,108 24,300 554 22,680 431
4.5 0.022 32,400 875 29,160 788 27,540 644 38,880 1,049 24,300 525 22,680 409
03 06 5) 0.02 32,400 875 29,160 788 27,540 644 38,880 1,049 24,300 525 22,680 409
5.5 0.017 32,400 875 29,160 788 27,540 644 38,880 1,049 24,300 525 22,680 409
6 0.015 32,400 875 29,160 788 27,540 644 38,880 1,049 24,300 525 22,680 409
7 0.008 28,800 734 25,920 661 24,480 541 34,560 881 21,600 441 20,160 343
8 0.008 28,800 734 25,920 661 24,480 541 34,560 881 21,600 441 20,160 343
9 0.006 28,800 734 25,920 661 24,480 541 34,560 881 21,600 441 20,160 343
10  0.005 25,200 643 22,680 579 21,420 473 30,240 771 18,900 385 17,640 300
12 0.004 21,600 518 19,440 466 18,360 382 25,920 622 16,200 311 15,120 242
2 0.061 36,000 1,188 32,400 1,069 30,600 879 43,200 1,426 27,000 725 25,200 594
4 0.034 32,400 1,015 29,160 914 27,540 752 38,880 1,219 24,300 619 22,680 508
e 6 0.027 32,400 962 29,160 866 27,540 712 38,880 1,155 24,300 587 22,680 482
8 0.01 28,800 760 25,920 684 24,480 563 34,560 912 21,600 464 20,160 380
2 0.08 36,000 1,296 32,400 1,166 30,600 979 43,200 1,555 27,000 810 25,200 706
4 0.056 36,000 1,296 32,400 1,166 30,600 979 43,200 1,555 27,000 810 25,200 706
5 0.045 32,400 1,049 29,160 945 27,540 793 38,880 1,260 24,300 656 22,680 572
B O 6 0.032 32,400 1,049 29,160 945 27,540 793 38,880 1,260 24,300 656 22,680 572
8 0.02 28,800 933 25,920 840 24,480 705 34,560 1,120 21,600 583 20,160 508
10 0.01 28,800 881 25,920 793 24,480 666 34,560 1,058 21,600 551 20,160 480
0.45 0.9 2 0.09 34,200 1,458 30,780 1,312 29,070 1,094 41,040 1,750 25,650 904 23,940 802

[Note] Please refer to P636
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

st Sl wewised O fodmedssl dadedsed

R (25~35HRC) (35~45HRC)

Ratio tostafidard depth of 1.00 0.90 0.80 120 0.65 0.60

Ml Under

(mRm) (E,‘iﬁ,;) L(I;E%()h ap r/r?'nin mm\?:nin r/nr;in mm\?:nin r/nr:in mm\;fmin r/nr1in mm\?:'nin r/nljnin mm\?:nin r/anin mm\?:nin
4 0.058 34,200 1,458 30,780 1,312 29,070 1,094 41,040 1,750 25,650 904 23,940 802

0.45 0.9 6 0.042 30,780 1,181 27,702 1,063 26,163 886 36,936 1,417 23,085 732 21,546 650
8 0.03 27,360 1,049 24,624 944 23,256 788 32,832 1,259 20,520 651 19,152 577
2 0.1 32,400 1,620 29,160 1,458 27,540 1,239 38,880 1,944 24300 1,021 22,680 907
3 0.1 32,400 1,620 29,160 1,458 27,540 1,239 38,880 1,944 24300 1,021 22,680 907
4 0.07 32,400 1,620 29,160 1,458 27,540 1,239 38,880 1,944 24,300 1,021 22,680 907
5 0.06 32,400 1,620 29,160 1,458 27,540 1,239 38,880 1,944 24,300 1,021 22,680 907
6 0.04 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734
7 0.04 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734
8 0.04 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734

0.5 1 9 0.03 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734
10 0.025 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734
12 0.013 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
13 0.011 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
14 0.01 25,920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
16 0.008 25,920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
18 0.006 22,680 907 20,412 816 19,278 694 27,216 1,089 17,010 572 15,876 508
20  0.005 19,440 778 17,496 700 16,524 595 23,328 933 14,580 490 13,608 436
2 0.1 30,240 1,582 27,216 1,424 25,704 1,171 36,288 1,899 22,680 981 21,168 870
4 0.07 30,240 1,582 27,216 1,424 25,704 1,171 36,288 1,899 22,680 981 21,168 870

0.55 1.1 6 0.04 27,540 1,330 24,786 1,197 23,409 985 33,048 1,597 20,655 824 19,278 732
8 0.04 27,540 1,330 24,786 1,197 23,409 985 33,048 1,597 20,655 824 19,278 732
10 0.025 27,540 1,330 24,786 1,197 23,409 985 33,048 1,597 20,655 824 19,278 732
4 0.08 27,692 1,449 24,923 1,304 23,539 1,087 33,231 1,739 20,769 898 19,384 797
8 0.04 25,920 1,348 23,328 1,213 22,032 992 31,104 1,617 19,440 855 18,144 725

1’ 10 0.035 25920 1,281 23,328 1,092 22,032 992 31,104 1,455 19,440 770 18,144 653
12 0.03 25,920 1,213 23,328 1,092 22,032 992 31,104 1,455 19,440 770 18,144 653
8 0.055 22,680 1,361 20,412 1,225 19,278 1,041 27,216 1,633 17,010 885 15,876 794

0.7 14 12 0.035 22,680 1,225 20,412 1,103 19,278 937 27,216 1,470 17,010 797 15,876 715
16 0.017 20,160 1,028 18,144 925 17,136 787 24,192 1,234 15,120 669 14,112 599
4 0.1 25200 1,663 22,680 1,497 21,420 1,285 30,240 1,996 18,900 1,021 17,640 882

e 6 0.1 25200 1,663 22,680 1,497 21,420 1,285 30,240 1,996 18,900 1,021 17,640 882

[Note] Please refer to P636
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material

) Continuation

Carbon Steel, Alloy Steel, PH,Ferrite,
i T T W T
Ratio to standarl depth of 1.00 0.90 0.80 1.20 0.65 0.60
Ml Ynder
(mRm) (r?wigq.) Lgﬁégh &Y r/nrjlin mm\?:'nin r/nr;in mm\;fmin r/nrjlin mm\;fmin r/rrr.lﬂn mm\fmin r/rrr11in mm\;fmin r/r?ﬂn mm\?:nin
8 0.06 22,680 1,347 20,412 1,212 19,278 1,041 27,216 1,616 17,010 827 15,876 715
10 0.06 22,680 1,347 20,412 1,212 19,278 1,041 27,216 1,616 17,010 827 15,876 715
12 0.06 22,680 1,347 20,412 1,212 19,278 1,041 27,216 1,616 17,010 827 15,876 715
0.75 1.5 14 0.05 22,680 1,347 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
16 0.019 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
18 0.019 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
20 0.019 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
8 0.11 23,400 1,638 21,060 1,474 19,890 1,233 28,080 1,966 17,550 1,053 16,380 917
12 0.065 21,060 1,327 18,954 1,194 17,901 999 25,272 1,592 15,795 853 14,742 743
¢ 16 0.04 21,060 1,327 18,954 1,194 17,901 999 25,272 1,592 15,795 853 14,742 743
20 0.02 18,720 1,114 16,848 1,003 15,912 839 22,464 1,337 14,040 716 13,104 624
8 0.13 23,400 1,872 21,060 1,685 19,890 1,392 28,080 2,246 17,550 1,158 16,380 983
12 0.07 21,060 1,517 18,954 1,364 17,901 1,128 25,272 1,820 15,795 938 14,742 797
e ¢ 16 0.045 21,060 1,517 18,954 1,364 17,901 1,128 25,272 1,820 15,795 938 14,742 797
20 0.022 18,720 1,273 16,848 1,146 15912 947 22,464 1,527 14,040 788 13,104 669
3 0.2 18900 1,890 17,010 1,701 16,065 1,446 22,680 2,268 14,175 1,220 13,230 1,058
4 0.2 18900 1,890 17,010 1,701 16,065 1,446 22,680 2,268 14,175 1,220 13,230 1,058
6 0.2 18900 1,701 17,010 1,531 16,065 1,285 22,680 2,041 14,175 1,077 13,230 952
8 0.14 18,900 1,701 17,010 1,531 16,065 1,285 22,680 2,041 14,175 1,077 13,230 952
10 0.14 18,900 15512 17,010 1,361 16,065 1,157 22,680 1,814 14,175 964 13,230 847
12 0.08 17,010 1,361 15,309 1,225 14,459 1,041 20,412 1,633 12,758 868 11,907 762
13 0.08 17,010 1,361 15309 1,225 14,459 1,041 20,412 1,633 12,758 868 11,907 762
14 0.08 17,010 1,361 15309 1,225 14,459 1,041 20,412 1,633 12,758 868 11,907 762
! 2 16 0.08 17,010 1,225 15,309 1,103 14,459 937 20,412 1,470 12,758 781 11,907 686
18 0.06 17,010 1,225 15,309 1,103 14,459 937 20,412 1,470 12,758 781 11,907 686
20 0.05 17,010 1,225 15,309 1,103 14,459 937 20,412 1,470 12,758 781 11,907 686
22 0.042 16,065 1,093 14,459 983 13,656 836 19,278 1,311 12,049 697 11,246 612
25 0.035 15,120 1,028 13,608 925 12,852 787 18,144 1,234 11,340 655 10,584 576
30 0.015 15,120 1,028 13,608 925 12,852 787 18,144 1,234 11,340 655 10,584 576
35 0.012 13,230 847 11,907 762 11,246 648 15,876 1,016 9,923 540 9,261 474
40 0.01 11,340 725 10,206 653 9,639 555 13,608 871 8,505 463 7,938 407
125 25 6 0.25 16,650 2,025 14,985 1,823 14,153 1,519 19,980 2,430 12,488 1,236 11,655 1,013

[Note] Please refer to P636
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Solid Carbide Endmills |

Recommended Cutting Data (High Precision)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material

MILLING TOOLS

) Continuation

T OEE 8 o e wmm
Ratio to stanary depth of 100 0.90 0.80 120 0.65 0.60
milt | Under
(mRm) (Ej?ﬁ) Lgrj%h &y r/nqﬁn mm\ﬁnin r/nllin mm\7min r/rrrlnin mm\?fmin r/nr;in mm\?:nin r/anin mm\?cmin r/nr:in mm\?:'nin
10 0.17 16,650 2,025 14,985 1,823 14,153 1,519 19,980 2,430 12,488 1,236 11,655 1,013
15 0.1 14,985 1,640 13,487 1,476 12,738 1,230 17,982 1,967 11,239 1,000 10,490 820
125 25 20 0.08 14,985 1,640 13,487 1,476 12,738 1,230 17,982 1,967 11,239 1,000 10,490 820
25 0.065 14,985 1,475 13,487 1,328 12,738 1,106 17,982 1,770 11,239 900 10,490 738
30 0.044 13,320 1,377 11,988 1,239 11,322 1,033 15984 1,652 9,990 840 9,324 689
8 0.3 14,400 2,160 12,960 1,944 12,240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
10 0.21 14,400 2,160 12,960 1,944 12,240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
13 0.21 14,400 2,160 12,960 1,944 12,240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
16 0.21 14,400 1,944 12,960 1,750 12,240 1,476 17,280 2,333 10,800 1,225 10,080 1,089
1 } 20 0.12 12,960 1,750 11,664 1,575 11,016 1,328 15,552 2,100 9,720 1,103 9,072 980
25 0.08 12,960 1,750 11,664 1,575 11,016 1,328 15,552 2,100 9,720 1,103 9,072 980
30 0.08 12,960 1,750 11,664 1,575 11,016 1,328 15,552 2,100 9,720 1,103 9,072 980
35 0.064 11,520 1,469 10,368 1,322 9,792 1,115 13,824 1,762 8,640 925 8,064 823
15 0.24 12,375 2,115 11,138 1,904 10,519 1,587 14,850 2,538 9,282 1,291 8,663 1,058
25 0.14 11,138 1,710 10,024 1,539 9,467 1,283 13,365 2,052 8,353 1,043 1,797 855
N 3 35 0.09 11,138 1,710 10,024 1,539 9,467 1,283 13,365 2,052 8,353 1,043 1,797 855
45 0.072 9,900 1,438 8,910 1,294 8,415 1,079 11,880 1,726 7,425 878 6,930 719
10 0.4 10,350 2,070 9,315 1,863 8,798 1,584 12,420 2,484 7,763 1,319 7,245 1,159
13 0.32 10,350 2,070 9,315 1,863 8,798 1,584 12,420 2,484 7,763 1,319 7,245 1,159
16 0.28 10,350 2,070 9,315 1,863 8,798 1,584 12,420 2,484 7,763 1,319 7,245 1,159
20 0.28 10,350 2,070 9,315 1,863 8,798 1,584 12,420 2,484 7,763 1,319 7,245 1,159
25 0.16 9,315 1,677 8,384 1,509 7,918 1,283 11,178 2,012 6,987 1,069 6,521 939
: N 30 0.16 9,315 1,677 8,384 1,509 7,918 1,283 11,178 2,012 6,987 1,069 6,521 939
35 0.1 9,315 1,677 8,384 1,509 7,918 1,283 11,178 2,012 6,987 1,069 6,521 939
40 0.1 9,315 1677 838 1509 7918 1,283 11,178 2,012 6,987 1,069 6,521 939
45 0.08 8280 1,408 7,452 1267 7,038 1,076 9,936 1,689 6,210 897 5,796 788
50 0.07 8,280 1,408 7,452 1267 7,038 1,076 9,936 1,689 6,210 897 5,796 788
20 035 8100 1944 7,290 1,750 6,885 1,377 9,720 2,333 6,075 1,215 5,670 1,021
25 035 8100 1944 7,290 1,750 6,885 1,377 9,720 2,333 6,075 1,215 5,670 1,021
23 > 30 0.2 7,290 1,750 6,561 1,575 6,197 1,239 8,748 2,100 5468 1,094 5,103 919
40 0.2 7,290 1,575 6,561 1,418 6,197 1,115 8,748 1,890 5,468 985 5,103 827

[Note] Please refer to P636
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-BN2/SHM200-BN2
2 Flute, Ballnose
Micro Diameter Endmills for Deep Machining

Workpiece Material n m m
Carbon Steel, Alloy Steel, PH,Ferrite,
Alloy Steel Tool Steel Martensite Steel C Copp:l? Hggﬁ%%%ﬁ?)el Hérgi%Z?_'sR?fl
(180~250HB) (25~35HRC) (35~45HRC) opper Afloys
Ratiolio Stcau“t‘(’:;f depth of 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
R Dia Neck 8 n Vi n Vi n /i n Vf n Vf n Vi
(mm) (mn';) L(engt)h P r/min . mm/min  r/min | mm/min  r/min | mm/min  r/min  mMm/min  /min  mm/min = r/min  mm/min
mm
12 0.6 8,100 2,268 7,290 2,041 6,885 1,701 9,720 2,722 6,075 1,383 5,670 1,134
. 6 20 0.5 7,650 1,989 6,885 1,790 6,503 1,492 9,180 2,387 5,738 1,213 5,355 995
30 0.42 7,200 1,728 6,480 1,555 6,120 1,224 8,640 2,074 5,400 1,080 5,040 907
50 0.15 6,480 1,400 5,832 1,260 5,508 992 7,776 1,679 4,860 875 4,536 734
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for
hardened Steel (45~55HRC), ap*0.5.

2. When performing cutting where cutting chips may cause clogging, such as for rib cutting, blind grooves, etc., cutting depth
setting should be set by multiplying a cutting depth factor to calculate the cutting depth amount, and this amount should then
be reduced to 80% of the calculated value.

3. Adjust by setting ae to (3 to 5) X (ap) X (cutting depth ratio). When performing finishing processing, calculate the theoretical
cusp height and set accordingly.

4. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.

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

6.If the rpm of the machine is lower than the data in the above table, the feed rate should be lowered in the same ratio.
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Cutting Calculations and Definitions

Parameter and Unit

D Diameter (mm) Fn Feed per Revolution (mm/rev)
ap Cutting Depth (mm) fz Feeding per Teeth (mm/tooth)
ae Cutting Width (mm) Z Number of Teeth

Vf Feed Rate (mm/min) n Spindle Speed (rev/min)

Vc Cutting Speed (m/min) L Length (mm)

Q Rate of Metal Removal (cm*/min) Tc Processing Time (min)

General Formula

n Spindle Speed n= _Ve-1000. (rev/min)
m+D
m=+D+n .
Vc Cutting Speed Vc= —————— (m/min)
1000
Vf Feed Rate Vf= fZ*Z*n (mm/min)
Vv
fz Feed per Teeth fz= # (mm)
Q Rate of Metal Removal Q =%ﬂ (cm¥min)
_ L .
Tc Processing Time Te= v (min)
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Workpiece Material Table
i Tensile Brinell  Rockwell
ISOGMaterlal MC Workpiece Material Content Strength  Hardness Hardness
roup N/mm2 HB HRC
P1 Low-carbon Steel, Long Chipping C<0.25% <530 <125
Low-carbon Steel, Short Chipping, Free-
P2 cutting Steel C<0.25% <530 <125
P3 High-carbon Steel, Medium-carbon Steel C>0.25% >530 <220 <25
n P4 Alloy Steel, Tool Steel. C>0.25% 600-850 <330 <35
Steel
P5 Alloy Steel, Tool Steel. C>0.25% 850-1400  340-450  35-48
Ferritic Stainless Steel, Martensitic =
F2 Stainless Steel, PH Stainless Steel C=(0-0.4)% S SRl -
High-strength Ferritic Stainless Steel, _
PT" Martensitic Sta%nless Steel, PH Stainless Steel. €=(0.1-0.6)% 900-1350  330-450 35-48
M1 Austenitic Stainless Steel C=(0.05-0.15)% <600 130-200
M High-Strength Austenitic Stainless Steeland ~ ~_
. M2 Cast Stainless Steel C=(0.05-0.15)% 600-800 150-230 <25
Stainless
Steel M3 Duplex Stainless Steel C=(0.05-0.20)% <800 135-275 <30
K1 Grey Cast Iron 125-500 120-290 <32
Moderately Difficult Alloy Cast iron,
m 2 Nodular Cast Iron. =Y pR) S
Castlron k3 Difficult High-alloy ?ra;r’g Iron, Nodular Cast ~600 180350 < 43
N1 Wrought Aluminium Alloys <520 60-90
N2 Cast Aluminium Alloys Si<12% <350 70-100
m N3 Cast Aluminium Alloys Si>12% 200-320 60-120
Non-ferrous N4 Copper, Copper Alloys 200-650 60-200
Materials
Graphite, CFK, CFRP Graphite, Composite .
= Materials oLz
GFK, CFKAluminium-based Composite
N6 Materials (MMCs) <700 <210
S1 Iron-based Heat-resistant Alloys 500-1200  160-260 25-48
B S2 Cobalt-based Heat-resistant Alloys 1000-1450  250-450 25-48
Heat-resistant
superalioye. 53 Nickel-based Heat-resistant Alloys 600-1700 160450 <48
Titanium Alloys
S4 Titanium and Titanium Alloys 900-1600  300-400 33-48
H1 Hardened Steel 45-55
m H2 Hardened Steel 55-60
Hardened H3 Hardened Steel 60-65
Materials
H4 Hardened Steel >65
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The Structure of Shank-DIN Standard

DIN 6535-HA
- dihe 2\3\4\5 6‘8 10 12\14 16‘18 20| 25 | 32
N B | >
lf% 28 36 40 45 48 50 | 56 | 60
h
DIN 6535-HB
b di b1 (S5 hi1 l1 lz
A, he 9% 1 hi1 3 0
= 6 42 5.1
97 18 36
el d 8 5.5 6.9
h 10 7 20 8.5 40
12 10.4
d=6~20mm 8 22.5 45 _
14 12.7
b1
o +1° = —
45°*} \@ e 16 0 9y 14.2 48
] 4 %EJ 18 16.2
- Mm 1 20 11 25 18.2 50
I 25 12 32 23 56 17
d;=25~32mm 32 14 36 30 60 19
DIN 6535-HE
di (b2) (b3) ha (h3) 1 l4 s ry
h6 h1l +(2) .?_ Nominal size min
6 43 5.1
36 25 18
8 5.5 6.9
10 7.1 8.5 40 28 20 1.2
12 8.2 10.4
_ _ 45 33 22.5
14 8.1 12.7
la b
47° % s (b2 16 10.1 142 45 6 »
r, o b3
ﬁi}_ 1250 ) 18 | 108 162
! 8 g 20 11.4 18.2 50 38 25 1.6
h | 25 136 | 93 23 24.1 56 44 32
d;=25~32mm 32 155 | 99 30 31.2 60 48 35

640 — GESAC




Appendix

Comparison Table for Tensile Strength , Brinell Hardness
and Rockwell Hardness

MILLING TOOLS

N/mm2 HV10 HB HRC N/mm2 HV10 HB HRC
240 75 71 920 287 273 28
255 80 76 940 293 278 29
270 85 81 970 302 287 30
285 90 86 995 310 295 31
305 95 90 1020 317 301 32
320 100 95 1050 327 311 33
335 105 100 1080 336 319 34
350 110 105 1110 345 328 35
370 115 109 1140 355 337 36
385 120 114 1170 364 346 37
400 125 119 1200 373 354 38
415 130 124 1230 382 363 39
430 135 128 1260 392 372 40
450 140 133 1260 403 383 41
465 145 138 1330 413 393 42
480 150 143 1360 423 402 43
495 155 147 1400 434 413 44
510 160 152 1440 446 424 45
530 165 157 1480 458 435 46
545 170 162 1530 473 449 47
560 175 166 1570 484 460 48
515 180 171 1620 497 472 49
595 185 176 1680 514 488 50
610 190 181 1730 527 501 51
625 195 185 1790 544 517 52
640 200 190 1845 560 632 53
660 205 195 1910 578 549 54
675 210 199 1980 596 567 55
690 215 204 2050 615 584 56
705 220 209 2140 639 607 57
720 225 214 655 622 58
740 230 219 675 59
755 235 223 698 60
770 240 228 720 61
785 245 233 745 62
800 250 238 22 773 63
820 255 242 23 800 64
835 260 247 24 829 65
860 268 255 25 864 66
870 272 258 26 900 67
900 280 266 27 940 68
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Spare Parts Specifications List

Plough Bolt

Torsion Dimension
Form Ordering Code Applicable Tools
N-m A ®B C D F a°
SIGOM020037-028065 0.6 = M2X0.4 28 3.7 TT06 60 MPA100-RDOS
SIG0M025050-035005 1.0  M2.5X0.45 35 5.0 TT07 60  MPA100-RDO7
SIGOM025065-035005 10  M2.5X0.45 3.5 6.4 TT07 | 60 mgﬁggﬁgé;”m%ﬁ%ﬁg}&
SIGOM025065-036101S 12  M2.5X0.45 35 6.4 TIO7 60  MEE190-WNO4,MKAL10-UDOS
SIGOM030072-04210S 18 | M3X0.5 42 7.2 TT09 60 MEB190/MHB190-AP1L
SIGOM030072-04205WW 1.8 M3X0.5 42 7.2 TT09 60 MKM113-SD09
SIGOM030090-042055 18 = M3X0.5 42 9.0 TT09 60 MSA110~113-CNO7
SIGOM035080-053145 3.0 | M3.5X06 53 80 TTis g0 MEBISOMHBISO-APIS,
SIG0M035080-05410B 3.0 | M35X06 56 86 TT15 60 MFAI45-SE13
SIGOM035004-049001B 3.0 | M3.5X06 4.8 9.4 TIO 60 MVA“-LNIL
SIG0M035100-050181S 3.0 | M35X06 5.0 10.0 TII5 60 MES190-SD14
SIGOM035116-054101B 3.0 | M35X0.6 54 12,0 TII5 60  MFAL45-SE13(With shim)
SIGOM035120-053145 3.0 | M35X06 53 120 TT15 60 MEC190/MHC190-AN12
SIGOMO40075-05505WW 3.5  M4X0.7 | 55 7.5 TT15 60 MEH190-XD19
A SIGOMO40085-056091B 3.5  M4X0.7 56 85 TII5 60 MKAL10-UDI12
@ % E{=} mgﬁ*l—oSoPg%,;/IoEAl%-APlG,
o SIGOM040089-053135 | 3.5 | M4X0T 57 9.0 TT15 60 MPBlOO_—RPIO%g:]é:
MPC100-RC10
SIGOM040094-05311IWW 3.5 = M4X0.7 53 9.4 TII5 60 MKM113-SD12
SIGOM040100-055101S 3.5  M4X0.7 5.7 10.0 TII5 60 MEE190-WNO8,MKB113-SD12
SIGOM040110-057081B 4.0  M4X0.7 5.7 110 TI5 60 MVA“-LNIS
SIGOM040158-07108B 4.0  M4X0.7 7.1 160 TT15 60 MFB145-SN12
SIGOM045120-064125 4.5 M4SX0.75 64 120 TT20 60 MEC190/MHC190-AN16
MCA*-SP12,MFA143-0D06,
SIGOM050108-072095 50  MSX0.8 7.2 10.8 TT20 60 MPA100-RD16,MPB100-RP16,
MPC100-RC16
SIGOM0S0108-072141B 50  M5X0.8 7.2 109 TI20 60 MKAL10-UP17,MKB113-SD15
SI83M050140-070101B 50  MSX0.8 7.0 14 TI20 83  MFB245/MFB275/MFB288-SN12
SIGOM0G0160-085005 7.5  MeX1 | 8.4 158 TT25 60 MPC100-RC20
SI90M040032-06003IFQ 17  M4X0.5 6.0 3.2 TIO3 90 MSA104-SN12
SI90M040042-06003IFQ 17 = M4X0.5 6.0 42 TIO3 90 MSA105-SN12
SI90M040051-06003IFQ 17 = M4X0.5 6.0 5.1 TIO3 90 MSA106-SN12
SI9M040061-06003IFQ 17 = M4X0.5 6.0 6.1 TIO3 90 MSA107-SN12
SI9M040071-06003IFQ 17 = M4X0.5 6.0 7.1 TIO3 90 MSA108-SN12
SR30M040100K 35 M4X0T 57 100 TT15 MFC*-HNOG/HNO9
SRA5MOGO160IK 80 = MeXI 95 160 TI25 MFC145-HN13
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Spare Parts Specifications List
Plough Bolt

. Torsion Dimension .
Form Ordering Code Applicable Tools
N-m A ®B C D E B a’®
SBM035095Q 2.0 M3.5X0.6 = 4.8 9.7 TT10 = 40 MBA100-QT12
SBM040135Q 3.0 M4X0.7 | 58 | 133 TT15 | 40 MBA100-QT16
% SBM050165Q 4.0 M5X0.8 68 | 16.6 TT20 | 40 MBA100-QT20
SBM060200Q 5.0 M6X1 83 | 206 TT20 @ 40 MBA100-QT25
SBM080250Q 6.0 M8X1.25 | 111  25.0 TT30 | 40 MBA100-QT30
Platen Screw
. Torsion Dimension .
Form Ordering Code Applicable Tools
N-m A B C D E FE | a
SI60M035100-05510S - M3.5X0.6 = 5.0  10.0 TT15 50  MPA100-RD10,MPB100-RP10
SI60M035120-05314S - M3.5X0.6 = 53 | 12.0 TT15 60  MPA100-RD12,MPB100-RP12
Dowel Screw
. Torsion Dimension .
Form Ordering Code Applicable Tools
N-m A OB C D E F
TR NE e
() < Ef e soavosoos . MEX1 205 83 83 30 | MFBIGO/MFB260-HNO9
F. D E
C
FERRIE R
<l SDAMO80245B . M8X1.25 245 87 122 40 MFB160-HN09
£ Lol [E]
(6]
TIBMZET
. Torsion Dimension .
Form Ordering Code Applicable Tools
N-m A ®B C D B 7
SSAMO050070B - M5X0.5 | 6.3 7 3 3.5 MFA145-SE13
SSAMO060075B - M6X0.75 78 | 75 | 36 4 MFB145-SN12
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Spare Parts Specifications List

Wrench
Ordering Dimension .
Form Applicable Tools
Code . A B Cc D E F PP
TT06PQ 51 35 TT06 15 MPA100-RD05
TIO7PB 54 35  TIO7 19 MEE190-WN04,MKA110-UD08

MEA190-AP11,MEJ190-AP10,MPA100-RD07,

L MPA100-RDO8 MPB100-RP08

TIO8PQ 60 40 TIO8 | 19 MSA104~108-SN12

MEB190/MHB190-AP11,MSA110~113-CNO7,

TTO9PQ 60 40 | TTOS @24 MKM113-SD09

e

TI10PB 60 40 | TIIO @ 24 MVA*-LN11

MEE190-WNO08,MES190-SD14,MFA145-SE13,

UL % R MKA110-UD12,MKB113-SD12,MVA*-LN15

TT15PB 66 45 TT15 28 MEH190-XD19,MFA145-SE13,MFB145-SN12

MCA*-SP09,MEA190-AP16,MEB190/MHB190-AP16,
MEC190/MHC190-AN12,MFC*-HN06/HNO9,
MPA100-RD10/RD12,MPB100-RP10/RP12,
MPC100-RC10/RC12

TT15PQ 66 45 | TT15 | 28

TI20PB 66 45  TI20 | 28 MFB245/MFB275/288-SN12,MKA110-UP17,MKB113-SD15

MCA*-SP12,MEC190/MHC190-AN16,MPA100-RD16,

R MPB100-RP16,MPC100-RC16

g TT10KQ 60 40 | TT10 @ 40 MBA100-QT12
o V=1
! TT15KQ 66 45 | TT15 | 40 MBA100-QT16
A 8 TT20KQ 66 45 | TT20 @ 40 MBA100-QT20,MBA100-QT25
TT09TQ 126 | 100 TTOS 80 MEB190-AP11
TI10TB 126 100 TI10 80 MVA*-LN11

MEE190-WNO08,MES190-SD14,MFA145-SE13,

[L=E A LN LI R MKB113-SD12,MVA*-LN15, MKM113-SD12

g TT15TB 126 | 100 | TT15 80 MEH190-XD19,MFB145-SN12
a !
1 TT15TQ 126 | 100 TT15 80 MEA190-AP16,MEB190-AP16,MFC*-HN06/HN09
A B TI20TB 132 | 100 | TI20 100 MFB245/MFB275/288-SN12,MKA110-UP17,MKB113-SD15

MEC190-AN16,MFA143-0D06,MPA100-RD16,

R R MPB100-RP16,MPC100-RC16

TI25TQ 182 | 150 | TI25 100 MFC145-HN13
TT25TQ 132 | 100  TT25 100 MPC100-RC20
TT30TQ 132 | 100 | TT30 100 MBA100-QT30
TH30LB 64 22 8 MFB160/MFB260-HN09

o
I TH35LB 67 25 3.5 MFA145-SE13

[e] .
<NA— TH40LB 71 28 4 MFB145-SN12,MFB160-HN09

Note: For Tool-holder diameters > 80 mm, use a T-wrench (except for MFB160/260 series)
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Spare Parts Specifications List

Wedge
. Dimension .
Form Ordering Code Applicable Tools
A B C D = F
i CWAO01B 10 10 10 MFB160/MFB260-HN09
B
CWAO02B 11 13 125 MFB160-HN09
B
Adjustable Clamps
. Dimension .
Form Ordering Code Applicable Tools

A B € D E F

H“ © AMFBI60IRAB 55 343 18 MFB160-HNO9
L8 | A

Shim
. Dimension .
Form Ordering Code Applicable Tools
A B C ®D E F
90°
HOK30DSE1300S 3 121 105 54 MFA145-SE13
HOK30SSN12 315 156 | 126 6.7 MFB145-SN12
Plate
. Dimension .
Form Ordering Code Applicable Tools
A B C D E E
A \X ol PCAX01RQ 5 5.2 7.6 10.2 MPA100-RD10,MPB100-RP10
7
M PCAX02RQ 5.9 5.9 9 123 MPA100-RD12,MPB100-RP12
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XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Add: No.69 Xinglong Road Huli District Xiamen CHINA

Factory Add: No.1601-1629 Jicheng Road Industrial \YAVYAVYA g esaC N et

Concentration Area Tongan Xiamen CHINA
Tel: +86-592-7107392

X 400-998-6858 )

Email: GJ.GLB@CXTC.COM
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