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

ISO Milling Indexable Inserts Identification System

Symbol | Shape | ComerAngle | Figure Symbol | Relief Angle Tolerance (mm) Tolerance(inch)
o o Symbol
Hoo Heagn 100 (O A 3 y G | Thickness | 1Csge | GOMET | Thickness | ICSie
O Octagon 135° O B 5 ('T% © @d) (l'T% (s (@d)
C 7 + + + + + +
o pentagon L08° O A +0.005 = +0.025 +0.025 | £0.0002 +0.001 +0.001
D 15° F +0.005 | +0.025 +0013 | £0.0002 +0.001 | £0.0005
S Square 90° [] £ 20° C +0.013 | +0.025 +0.025 | +0.0005 +0.001 +0.001
T Triangle 60° /\ = 250 H +0.013 | +0.025 +0013 | +0.0005 +0.001 | +0.0005
c 50° c 20 E +0.025 = +0.025 +0.025 +0.001 +0.001 +0.001
) o5 | . G +0.025 +0.13 +0.025 +0.001 +0.005 +0.001
5 +0.05~ +0.002~
E 75 + + + +
: Rhombic = [ b D J +0.005 = +0.025 4013 +0.0002 +0.001 40,008
+0.05~ +0.002~
o ¢} Oth + + + =+
x ig ers K +0013 | +0.025 40,13 +0.0005 +0.001 40,00
+0.05~ +0.002~
+ + + +
W rigon o Q L +0.025 = +0.025 019 +0.001 +0.001 0,005
+0.08~ +0.05~  +0.003~ +0.002~
L Rectangle 90° ] i— M 018 013 £013  xooor | 0005 “iia0s
A 85° +0.08~ +0.05~  +0.003~ +0.002~
+ +
B paclelogem 82 | [] N +018 | 095 1013 xooor | 001 pp0s
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
(DShape Symbol (Tolerance Symbol
| - |
@Chipbreaker /Hole Symbol ®Cutting Edge Length Symbol(ISO)(mm)
Hole .
Symbol Hole Chipbreaker Shape S
y! Shape p P @ L@ A g g g |.C.Size
X (mm)
N Without |17 Symbol Length Symbol Length Symbol Length Symbol Length Symbol Length Symbol Length Symbol Length Symbol Length
R without — — Snele ey 03 1397 03 40 06 69 4 48 3.97
. Double g— 04 476 04 48 08 82 5 58 476
sided 05 5 - - - - - - - - - - - - - - 5
without [T \I17/ 05 556 05 56 03 38 09 96 6 68 5.56
Single- 06 6 - - - - -- - - - - -- - - - - 6
M With Hol i P19 Y1y
ot DS' Ef 06 635 06 65 04 43 11 11 7 78 11 112 635
G hed | EITS 07 794 08 |81 05 54 13 138 9 97 7.94
W Withhole | Without [CTTOINTT7 2 8 - - |- - | -]~ - - -~ |~ |~ | =]~ = 8
Zndone 09 9525 09 9525 09 97 06 65 16 165 11 116 16 166 16 197 9525
T s = e e e B B e e R TV
2 12 - -] - - - - - - - - - - - -]
4 Withhole  Without = [T
Q  with a'mtj t\n?oek tthou 12 127 12 127 12 129 08 87 22 22 15 155 22 221 127
U COuTEn e Dgggge- O 15 15875 15 15875 16 161 10 109 27 275 19 194 15.875
B Withhole  Without [T\ T[7 ~° 1 - - - - - - - - - -/ - = - - |16
andone . 19 1905 19 (1905 19 193 13 13 | 33 33 23 233 19.05
H 70-90°  sided EITIANXITY 20 20 -~ | - | o~ = e = | = 20
c With o | Without O] 2 0N 22 26 38 385 27 271 22225
and two 25 25 - | o~ | e 25
J countersinks Dgggge- SO0 25 254 25 254 25 258 44 44 31 | 31 254
31 3175 31 3175 32 322 55 55 38 388 3175
X = - - K e T e e T e e e e e e e e e - 7.
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Indexable Milling | MILLING TOOLS

Insert Shape:H,0,P,S,T,C,E,M,W,R
Tolerance of I.C.Size(@d) Tolerance of Corner Tolerance of 1.C.Size(@d) Tolerance of Corner
1.C.Size mm Height(m)(mm) \CSize (mm) Height(m)(mm)
(mm) ClassIK,  ClassU lessJ,K, Class U (inch) ClﬁssJ,K, Class U lessJ,K, Class U
6.35 0.250
+ + + + + + + +
9595 +0.05 +0.08 +0.08 +0.13 0375 +0.002 +0.003 +0.003 +0.005
127 +0.08 +0.13 +0.13 +0.2 0.500 +0.003 +0.005 +0.005 +0.008
15875 +0.1 +0.18 +0.15 +027 0625 +0.004 +0.007 +0.006 +0.011
19.05 0.750 =y
Symbol ICKNess
254 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 +0.010 +0.007 +0.015 ¥ (mm)
3175 1.250
+0.15 +0.25 +02 +038 +£0006 #0010 & *0008 = +0.015 0 1.59
32 1.260
T1 1.98
02 2.38
Insert Shape: D Insert Shape: V g ;12
Inscribed Circle Size | Tolerance of 1.C.Size Tolerar'llceeigogtComer Inscribed Circle Size | Tolerance of 1.C.Size Tolerar;lceeiggt(:orner T3 397
mm in mm in mm in mm in mm in mm in 04 4.76
6.35 0250 | +005 | £0.002  +011 = =+0.004 6.35 0250 | £0.05  £0.002 +015 =+0.006 05 5.56
9525 | 0375  +005  +0002 +011 = +0004 | 9525 | 0375 | +005 | +0.002  +0.15 | +0.006 06 635
127 0500 | +008 | £0.003 +0.15  +0.006 12.7 0500 = +0.08  =£0.003 +020 +0.008 or 7.94
15875 0625 ~ *+0.10 *0.004 *+018  +0007 15875 0625 = 010 =£0.004 +£027  #0.011 09 9.52
1905 | 0750 = +010 | *0004 +018  =+0.007 1905 | 0750 | +0.10 | £0.004 +027 | 0011 ®Thickness Symbol

|
|
LG L (©) L(©) I ©) L ©

06 AN E N - GM
o4 MO T - MM

e L © | () (@) O
\ \

D.Theoretical diameter of

e @Wiper Angle or Nose Radius ®Major cutting edge @Direction
s. insert thickness ! t Symbol  Description Shape Symbol Hand
) Relief Angle Comer-Re )
m.see Flg Appjoach Edgecxﬁg]g F Sharp Edge D R nght
Angle
_ i Re E R-Honed D L Left
oS- _
Cutting Relief N T Chamfer C} N Neutral
3 Symbol Approach Edge Symbol Angle Symbol Corner
< Angle > Re(mm)
(.W Angle of Wiper s Chamfer and
o A4 45 D 15 00 003 R-Honed @
¢ D 30° 60° E 20° 02 0.2
< E 15° 75° F 25° 04 0.4 @Chipbreaker Symbol ///
o F s | 8 G | 3 038 08 7 /
N P o o0° P 1 I 12 Symbol  Machining Condition // )
% 7 Others 7 Others 16 16 PL Light Cutting for Steel
20 2'0 PM | Medium Cutting for Steel C*;
Wiper 2 2'4 PR Rough Cutting for Steel
[:D : KM Medium Cutting for
WA Linear G A 28 2.8 Cast Iron
{ m - KR Rough Cutting for
WB | Largearc-shaped ‘é' 32 32 Castlron
B MM Medium Cutting for
Stainless Steel
Convexarc- @' Nose Radius R ainiess e.e
WC haped c for Insert Detailed Reference :
shape TT7U1 Designation System for Milling
_ Chipbreaker
Wz Others e 00 Inch Size

MO Metric Size
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MILLING TOOLS | Indexable Milling

Milling Toos Identification System

MF A 1 45 — 160 R

L ©) L © I ©  © L ©) I O

@Milling Tool Type @Series Number @Lead Angle ‘ ®Cutting Direction
General Face 45 45 = 45° ;
Face MF Milling ‘ ‘ R Right Hand
Milling Tangential Face L Left Hand
MV -~
Milling
ME Genera! S_houlder
SP/I?ILIJilr?er Milling ®Serial Number ®Cutting Diameters ‘
& MH Helical Milling :
‘ P Rough Profile 1 First 160 ‘ 160=160mm ‘
Profile 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

006 _ GESAC



09 C 40 (T)

®No. of teeth

(©Coupling Size

Indexable Milling

[ MILLING TOOLS

S E 13 (M)

L I © B © @ () () () e (2)

®@Insert Clearance
Angle

@Body Length

0°

S Short

50

M Normal

7
11°
15°

09 ‘ 9% 40 ‘ 40=40mm
[___ |

®Type of Coupling ®Neck type
A Atype T ‘ Cone neck
B B type
C Ctype ‘
D D type @ Insert Shape
M Threaded V 35°Rhombic
P | Straight Shank D 55°Rhombic
W Weldon Shank c 80°Rhombic
BT BT type S Square

T Triangle

R Round

L Rectangle

20°
25°

m m O U O W =

L Long

—

@Cutting Edge Length ‘

12‘ 12=12mm ‘
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MILLING TOOLS | Indexable Milling

Indexable Milling Cutter Series

Milling Series

ODKT

Single face general face milling cutter with 43°
ODK(M)T insert+MFA143 milling cutter

@ Single face positive insert with eight edges, high efficiency
® Various chipbreaker design, suitable on high efficiency miiling of
various woorkpiece -

SEET

Single face general face milling with 45°
SEE(M)T insert+MFA145 milling cutter

® Single face positive insert with four edge, various breaker
design, light cutting
e Suitable on high efficiency milling of various workpiece

SNEU

Double face general application milling45°/75°/88° :
SNE(M)U insert+MFB145/245&MFB275/288 milling cutter

® Double face negative eight edge insert design, good strength, stable processing
e Suitable on processing of general workpiece from roughing to semi finishing

008 _ GESAC



Indexable Milling | MILLING TOOLS

Indexable Milling Cutter Series

Face milling series

HNEX

Double face twelve general application face millingHNE(M)X
HNEX insert+MFB160/MFB260 cutter

eDouble face negative insert design with twelve edges, high efficiency
and strength, good performance on castiron
eMainly used on cast iron processing from roughing to semi finishing

LNMT

Vertical butterfly cutter
LNE(M)T insert+MVA190/MVA290 cutter

® Special vertical structure design, high strength, suitable on heave
load milling with high efficiency
® Mainly used on roughing milling of general workpiece

GESAC _ 009




MILLING TOOLS | Indexable Milling

Indexable Milling Cutter Series

Shoulder milling series

APMT

General face milling cutter
APMT insert+MEA190 cutter

e Miiling of general application workpiece
e Suitable on processing with big cutting depth, high efficiency

APKT

Single face curve shoulder milling
APKT insert+MEB190/MHB190 milling cutter

e Suitable on face milling and shoulder milling of general workpiece
e Suitable on thin wall part processing, could satisfy high precision
shoulder milling demand

® Widely used on general machinery, mould and automotive industry

ANKX

Double face curve shoulder milling

e Suitable on face milling, shoulder milling, slot milling and profile milling
of general workpiece

e Suitable on heavy load and high efficiency processing

o Widely used on general machinery, mould, aerospace and automotive
industry

010 _ GESAC




Indexable Milling | MILLING TOOLS

Indexable Milling Cutter Series

Shoulder milling series

WNGU

High economicy general shoulder milling cutter

e Negative double face design , improve strength and ensure
sharpness

e Suitable on general application of face milling, should milling
and slot milling

® Widely used on general machinery, mould, aerospace and
automotive industry

SDKT

Single face four edge shoulder millir

® Four curve edge, light cutting

e Suitable on general application of face milling, should milling
and slot milling

® \Widely used on general machinery, mould, aerospace and
automotive industry

GESAC _ 011




MILLING TOOLS | Indexable Milling

Indexable Milling Cutter Series

Profile series

RD/RP/RC

General application profile milling
RD/RP/RC insert+MPA100/MPB100 cutter

® High economicy and efficiency, suitable on profile roughing of
mould industry

® Various breaker, cover from ligh to heavy load processing

® Anti-rotation design, stable processing

® Economy type and high precision type for choice

QTD

Finishing ballnose cutter
QTD insert+MBA10O0 cutter

® R shapr design, has corresponding edge in case of ‘

straight wall processing _
® Special edge design, high strength g w
® | ow vibration, high speed, could run on deep cavity ‘ J’ o
processing —

012 _ GESAC




Indexable Milling | MILLING TOOLS

Indexable Milling Cutter Series

High feed series

UD/UP

3 edge high feed milling
UD/UP insert+MKAL110 cutter

® Three kinds size to match different breaker, satisfy processing of most industry w e
e Suitable on various milling, mainly used on face milling and cavity processing &% 9
® Big breaker design and special screw design, ensure high stability processing,

good heat resistance

SDMT

Four edge high feed milling
SDMT insert+MKB113 cutter

o Four effective cutting edge, high economicy
® Closed type breaker design, improve rigidity, stable
processing in case of heavy load

GESAC _ 013




MILLING TOOLS | Indexable Milling

Indexable Milling Cutter Series

Slot milling

CNEU

Medium breaker width three face slot milling
CNEU insert+MSA cutter

® Positive cuuting performance, light cutting

® Suitable on slotting of automotive industry . .

SNEX

Medium breaker width three face slot milling
SNEX insert+MSA cutter

® Two choice,match both left and right hand
® Suiatble on three face slotting of automotive and aerospace industry

<
<5

014 _ GESAC




Indexable Milling | MILLING TOOLS

Indexable Milling Cutter Series

Chamfer Series

SPMT

Chamfer
SPMT insert+MCA130/145/160 cutter

® Four edge, could run on positive and negative chamfering
® Two kindsinsert specification, 1C:09/12

GESAC _ 015




MILLING TOOLS | Indexable Milling

Indexable Milling Product Content

Type

Approach angle

Insert

Cutter

Shape

Profile

OD06:apma=4.0mm

oD T

MFA143
(©40-3200)

Smoothly
cutting with
universal
property,
specially suit
for efficiency
face milling
for connection
face of
mechanical
components
with different
material

™

SE13:apma=4.0mm

SE*T

P036)

MFA145
($50-9125)

Smoothly
cutting with
universal
property,
specially suit
for efficiency
face milling
for connection
face of
mechanical
components
with different
material

face
miiling

SN12:ap,,=3.0mm

SN12:ap,=3.0mm

SN*U

P041

MFB145
(®50-9315)

MFB245
(®50-9315)

Smoothly
cutting with
universal
property,
specially suit
for efficiency
face milling
for connection
face of
mechanical
components
with different
material

016 _ GESAC



Indexable Milling | MILLING TOOLS

Indexable Milling Product Content

Type Approach angle Insert Cutter Shape Profile

MFB275

(D50-0315) Smoothly

cutting with
universal
property,
specially suit
for efficiency
face milling
for connection
face of
mechanical
components
with different
material

SN12:ap,=5.0mm SN*U

MFB288
(®50-9315)

P041

SN12:apma=7.0mm

face
miiling

MFB160
(0125-®315)
60°
Efficiency and

HNO09:ap,,,=8.0mm economically
HN*X face milling

specially for
MFB260
(P80-P315)
60°

castiron
HN09:ap,n.,=8.0mm P050

GESAC _ 017




MILLING TOOLS | Indexable Milling

Indexable Milling Product Content

Type Approach angle Insert Cutter Shape Profile
MVA190
(P40-0315)
Verital cutter,
LN11l:apms,=5.0mm suitable on
LN15:apma,=7.0mm LN*T high strength
milling of
medium and
heave load
MVA290
(P80-d250)
LN15:3p,=7.0mm
face
miiling
45° SBEX -
Smoothly
cutting with
universal
property,
_ P062 specially suit
SB12:8pys=5.0mm for efficiency
face milling
for connection
face of
mechanical
components
with different
SEEN material
a5 SEMN -
SEEX
SE12:apma=5.0mm
SE15:ap,,=6.5mm 0GP

018 _ GESAC




Indexable Milling Product Content

Indexable Milling

MILLING TOOLS

Type Approach angle Insert Cutter Shape Profile
@ R . ‘
SE12:ap,,=5.0mm P
/ 5°
‘ SPEN -
Smoothly
cutting with
gg}g:apmafg.gmm universal
:aPma=8.0mm
. = P03 property,
SP25:apma=10.0mm specially suit
‘ for efficiency
ace f il
miling ace milling
for connection
face of
mechanical
components
e with different
. SPKN - . ‘ material
SP12:ap,,=9.5mm
SP15:apma=11.5mm
SP19:apma.=14.0mm Poc4
75° F .
% o | ""'-‘/
P064

SP15:apma,=11.5mm

GESAC _ 019




MILLING TOOLS | Indexable Milling

Indexable Milling Product Content

Type Approach angle Insert Cutter Shape Profile

752 SPER -
ﬁ

[P065)
SP12:ap;,=9.5mm

; E ;; E 48° SPNR -

Smoothly
cutting with
universal
. ~ P065 property,
SP15:ap;,=6.5mm PocS specially suit
; for efficiency
ace f illi
miling ace milling
for connection
face of
mechanical
components
with different
sPCw ) material
SP09:ap,a=3.5mm
SP12:ap,=5.0mm
SP15:ap,.,=6.5mm sl
S
TPER
TPKR _
TPKN
TP16:ap;,,=22.0mm
TP22:apy,=30.0mm £067

020 _ GESAC




Indexable Milling | MILLING TOOLS

Indexable Milling Product Content

Type Approach angle Insert Cutter Shape Profile

Smoothly
cutting with
universal
property,
specially suit
for efficiency
face milling
for connection
face of
mechanical
components
with different
material

face TPNR _
miiling 90°

P068

TP22:ap,=30.0mm

Suitable for
the cutting
of steel.
castiron and
stainless steel,
mainly used
for shoulder
milling, face
milling,
pocket
AP11:apy,,=9.0mm m!ll!ng,slot
AP16:ap,,=14.0mm milling etc.

MEA190

APM(G)T (d16-1250

Curve

edge, light
cutting,suitable
for the cutting
of steel.
castiron and
stainless steel,
mainly used
for shoulder
milling, face
milling, pocket
milling,slot
milling etc.

MEB/MHB190

APKEIT (©16-0200)

Shoulder
milling

AP1l:ap,a=9.0mm
AP16:ap,,,=14.0mm PO74

Double face
negative insert,
high economy,
suitable for
the cutting

of steel.
castiron and
stainless steel,
mainly used
for shoulder
milling, face
milling, pocket

AN12:ap;x=9.0 m?ll!ng,slot
AN16:;B L omm P31 milling etc.

[

MEC/MHC190

ANKX (®32-0200)

GESAC _ 021




MILLING TOOLS | Indexable Milling

Indexable Milling Product Content

Type

Approach angle

Insert

Cutter

Shape

Profile

=1

90°

ap

WNGUO4:ap,,,=4.0mm
WNGUO08:ap,,,=7.5mm

WNGU

PO87

MEE190
(®20-1200)

Shoulder
milling

SDKT

MES190
(®40-0315)

Double face
negative
insert, high
economy,
suitable for
the cutting
of steel.
castiron and
stainless steel,
mainly used
for shoulder
milling, face
milling,
pocket
milling,slot

~ milling etc.

Four curve
edge, light
cutting,
suitable for
the cutting
of steel.
castiron and
stainless steel,
mainly used
for shoulder
milling, face
milling,
pocket
milling,slot
milling etc.

XP16:apma=14.0mm

XPHT

P97

suitable for
the cutting
of steel.
castiron and
stainless steel,
mainly used
for shoulder
milling, face
milling,
pocket
milling,slot
milling etc.

Profile
milling

RDO5:apa,=2.5mm
RDOT:ap,,=3.5mm
RDO8:apa,=4.0mm
RD10:apy,,=5.0mm
RD12:apy.,=6.0mm
RD16:ap,,=8.0mm

RD

P098

MPA100
(®10-9125)

suitable for
the cutting
of steel.
castiron and
stainless steel,
mainly used
for shoulder
milling, face
milling,
pocket
milling,slot
milling etc.

022 _ GESAC



Indexable Milling | MILLING TOOLS

Indexable Milling Product Content

Type Approach angle Insert Cutter Shape Profile
MPB100
RP (P16-0125)
suitable for
RP08:ap.=4.0mm the cutting
RP10:apma=5.0mm of steel.
RP12:ap;.,=6.0mm P103 castiron and
RP16:apm,=8.0mm stainless steel,
mainly used
on generator,
aerospace
industry
Profile MPC100
millin
¢ RC (#20-0125)
RC10:apma=5.0mm
RC12:ap»=6.0mm
RC16:ap,=8.0mm
RC20:ap=10.0mm oL08
Suileble on
steel and cast
QTD MBA100 iron cases, and
(P12-032) mainly used
R0, 015 on profile and
E— cavity milling
P116
Suileble on
steel stainless
it and cast iron
g MKA110 cases, mainly
fge_d ub/upP (920-d100) used on face
milling milling, cavity
milling and slot
milling
UD08:apa=1.0mm
UD12:appna=1.5mm
UP17:ap;,=2.0mm P17l

GESAC _ 023




MILLING TOOLS | Indexable Milling

Indexable Milling Product Content

Type

Approach angle

Insert

Cutter

Profile

High
feed
milling

SD12:apna=2.0mm
SD15:apna=3.0mm

SDMT

MKB113
($32-9125)

Suileble on
steel stainless
and cast iron
cases, mainly
used on face
milling and
big cavity
milling

o

[ 4

Crna=13.0mm
Cin=10.0mm

CNEU

P135

MSA110-113
(®80-0160)

Suitable on
steel and
castiron
cases, mainly
used on
automotive
solting

Slot
milling

O

(——

Cina=8.0mm
Crin=4.0mm

SNEX

MSA104-108
(®100)

Suitable on
steel and cast
iron cases,
and mainly
used on
automotive
and
aerospace
sloting

Chamfer
milling

SP09:apms=3.0mm
SP12:ap.=4.5mm

SPMT

P142)

MCA130
(25-032)

Suitable on
chamfer
processing
of steel and
stainless

024 _ GESAC



Indexable Milling Product Content

Indexable Milling

| MILLING TOOLS

Type Approach angle Insert Cutter Shape Profile
MCA145
(925-932)
SP09:apma,=5.0mm Suitable on
SP12:ap,.=7.0mm chamfer
Chgmfer SPMT processing
milling of steel and
stainless
MCA160
(©25-36)
SP09:ap,,,=6.0mm P14

SP12:ap,,=8.0mm

GESAC _ 025




MILLING TOOLS |

Milling Grade
Grade for P

Grade

GA4230

GA4225

GP2115

GP4225

GPO1TM

026 _ GESAC

Indexable Milling

Application Coating Structure

Medium load
general application

Medium load
general application

Semi finishing

Semi finishing,
roughing

Finishing,
semi finishing

Advantages

Upgrade TiAIN coating with good heat
resisatnce and oxidation resistance,
combined carbide substrate with high
heat and wear resiatance, ensure stable
processing

Nano-structure AICrN coating and micro
carbide substarte, suiatable on steel and
cast iron processing of in case of medium
and low speed

MT-TiCN+AI203 coating with micro carbide
substrate, has good rigidness and wear
resistance, ensure stable processing,
suitable on high-speed steel processing
from finishing to semi finihsing

Upgrade AICrN+TiN coating and micro
carbide substrate, has good wear
resistance, suitable on steel processing of
finishing to light roughing

Non coating cermet grade, has goog
rigidness ,wear resisatnce and fracture
resistance, suitable on various workpiece
milling, first choice of steel milling



Milling Grade

Grade forM

Grade

GM2140

Grade for K

Grade

GK4125

GK2115

Application

Roughing

Application

Semi finishing,
roughing

Semi finishing

Coating Structure

Coating Structure

Indexable Milling | MILLING TOOLS

Advantages

MT-TICN+AL203 coating with high
strength carbide substrate, has good wear
resiatance, rigidness and heat stability,
suitable for semi finishing to roughing of
stainless and high temperature alloy

Advantages

AIALN coating with micro carbide
substarte, has good wear resiatnce
and rigidness, suitable on medium to
roughing of gray cast iron and nodular
castiron

MT-TICN+A[203 coating with micro carbide
substarte, has good wear resiatnce and
rigidness, ensure stable processing,
suitable on medium and high speed cast
iron processing in case of finishing to semi
finishing
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Milling Grade
Grade forN

Grade

GA0115

GN9125

Gradefor S

Grade

(GS4130

028 _ GESAC

Application Coating Structure

Semi finishing

Semi finishing,
roughing

Application Coating Structure

Semi finishing,
roughing

Advantages

Non coating grade with micro carbide
substarte, suitable on Al processing with
sharp edge and steel processing

Non coating grade with micro carbide
substarte, good wear resistance and
rigidness, suitable on semi finishing
to roughing processing of copper and
Aluminium

Advantages

TIiALN coating with micro carbide
substarte, has good wear resiatnce and
rigidness, suitable on semi finishing

to roughing processing of Ti and high
temperature alloy



Indexable Milling | MILLING TOOLS

Milling Grade

Grade for H
Grade Application Coating Structure Advantages
New TiAICrSiNcoating with micro carbide
o ) substarte, has good oxidation resistane
GH4125 F|n|§h.|ng., semi and hot hardness performance. Suitable
finishing . ) A
on high harden processing from finishing
to semi finishing
New AICrSiN coating with micro carbide
GH4115 Finishing, semi substarte, has good wear resiatne and

rigidness, suitable on finishing to semi

finishing
finishing of common steel and mould steel
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As for introduction of indexable milling frade

Workpiece Coated
Material

ISO Uncoated Cermet
CVD PVD

P01

P10

GP01TM

GP2115

P P20

P30

P40

P50

M01

M10

M

GA4225

Stainless Steel M30

GA4230
\

M40

GM2140
GS4130

M50

K01

GK2115
GKO0115

K K10
K20

Cast Iron

GK4125

K30

K40

NO1

N10

N

Nonferrous Metal N30

N40

S01

S10

S20

S30

5S40

HO1

H10

Hardened Material [gtil]

g

H30
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Pitch Type

Indexable Milling | MILLING TOOLS

Choosing proper cutting tool teeth number is extremely important for balancing efficiency and precision in milling application. Under
the same cutting speed Vc& feed per teeth fz, increase the number of cutting edges can effectively increase producing efficiency, even
though also increase the cutting force at the same time. Machine Power is an influence factor for cutting tool teeth number choosing.

GEASC provides three type pitch for different application.

MFB145-080

Shape

NO. of Teeth

Application

Coarse pitch

7.5

he coarse-pitch cutterhas superior
rigidity,suitable for unstable
working condition.

Mainly used in high feeding, large
cutting depth(ap).Big size chip.
First priority for carbon steel and
stainless steel machining

Close pitch

=1

The close-pitch cutter has the best
balance of rigidity and efficiency,
most suitable for general purpose
cutting of various material.

Most suitable for medium feeding
and medium cutting depth (ap).
Medium size chip.

Also suitable for hardened steel
and heat-resistance alloy.

Extra Close pitch

78

The close-pitch cutter has the best
balance of rigidity and efficiency,
most suitable for general purpose
cutting of various material.

Most suitable for medium feeding
and medium cutting depth (ap).
Medium size chip.

Also suitable for hardened steel
and heat-resistance alloy.
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Face milling

OoD*T

Common milling

Ordering Code

ODKT060508-GL

ODKT060508-GM
ODMT060508-GM

ODKT060508-GH
ODMT060508-GH

ODKT060508-AL

ODKWO060508-WB

032 _ GESAC

6.5

6.5
6.5

6.5
6.5

6.5

6.5

Dimension(mm)

15.875

15.875
15.875

15.875
15.875

15.875

15.875

5.56

5.56
5.56

5.56
5.56

5.56

di

5.56

5.56
5.56

5.56
5.56

5.56

5.56

0.8

0.8
0.8

0.8
0.8

0.8

0.8

EN

B

O
(o]
o
D
o
pateooun
W)

GA4225
GA4230
GP4225
GP2115
GK2115
GS4130
GH4115
GH4125
GN9125
GPO1TM

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

©c o0 0o O O O O

@Standard stock Oneed reservation



OD*T Series Breaker

General workpiece light
cutting

General workpiece medium
cutting

General workpiece heavy
cutting

Indexable Milling |

Aluminium general
processing

MILLING TOOLS

Wiped insert

j —

GL GM GH AL WB
Big rake angle, narrow | Bigrake angle, Big breaker width, Big rake angle, sharp
edge width, suitableon | light cutting, could high strength edge, edge, light cutting, good ~ Wiped edge design,

light processing with
low cutting force

reach high stability

processingo

good performance on
roughing

chipping, polishing
treatment

improve surface quality
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Face milling

MFA143 .
Arbor
o1
Figl Fig2 Fig3
‘ ‘ Dimension(mm) ‘ ‘ ‘ ‘
. Dia- Gauge
Ordering Code meter Teeth on | o | o y W T Apmax Insert Coolant Shape = Stock
MFA143040R03A160D06 40 3 40 50 16 40 8.4 5.6 4 0OD**0605 X Figl [ J
MFA143050R04A220D06 50 4 50 60 22 40 104 63 4 0D**0605 x Figl ( J
MFA143063R05A220D06 63 5 63 7 22 40 104 63 4 0OD**0605 x Figl °
MFA143080R06B270D06 80 6 80 90 27 50 124 7 4 0D**0605 X Fig2 ( J
MFA143100R07B320D06 100 7 100 110 32 50 144 8 4 0OD**0605 x Fig2 °
MFA143125R08B400D06 125 8 125 135 40 63 164 9 4 0OD**0605 x Fig2 ( J
MFA143160R10C400D06 160 10 160 170 40 63 164 9 4 0OD**0605 x Fig3 °
MFA143200R12C600D06 200 12 200 210 60 63 257 14 4 OD**0605 x Fig3 °
@Standard stock Oneed reservation
Spare Parts
Part name Screw Wrench
Shape
Common insert
Specification SI60M5X10.8-07209 TT20T
0OD**0605
Code PSI60M050108-07209S PTT20TQ
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Recommended Cutting Data

Indexable Milling |

MILLING TOOLS

Cutting speed Feed/edge
Workpiece Hardness Grade Lkt i i i
. ght cutting Medium Heavy cutting
ve (m/min) ) cutting (M) (H)
GA4225
GA4230 220 0.2 0.25 0.3
<
Common steel HB180 GP4225 (180-300) (0.1:03) (0.1-04) (02:05)
GP2115
GA4225
n Carbon steel, alloy HB180-280 GA4230 200 0.2 0.25 0.3
steel GP4225 (150-280) (0.1-0.3) (0.1-0.4) (0.2-0.5)
GP2115
GA4225
Carbon steel, alloy GA4230 150 0.2 0.25 0.3
steel HB280-350 GP4225 (120-250) (0.1-03) (0.10.4) (0.2:0.5)
GP2115
Stainless(ferrite, < 160 0.15 0.2 0.25
M martensite) < HB275 GM2140 (100-250) (0.1-03) (0.1-03) (0.2:0.4)
m Cast iron, nodular < HB350 GK4125 180 0.2 0.25 0.3
castiron = GK2115 (120-250) (0.1-0.3) (0.1-0.4) (0.2-0.5)
0.15 0.2 0.25
X >
m Non ferrous metal HB60-210 GN9125 =300 (0.1-0.2) (0.1.0.3) (02.06)
Heat resistance, Ti 40 0.15 0.2
B alloy HRC25-35 654130 (30-60) (0.1-0.2) (0.1-0.3) ;
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Face milling

SE*T

Common face milling

Ordering Code
SEET1204AFEN-PL
SEET13T3AGEN-PL
SEET13T3AGEN-PM
SEMT13T3AGEN-PM
SEET13T3AGSN-PH
SEMT13T3AGSN-PH
SEET13T3AGSN-KM
SEET13T3AGSN-KH

SEET13T3AGFN-AL

SEET13T3AGEN-WB

00000000

036 _ GESAC

134

134

134

134

134

134

13.4

134

134

Dimension(mm)

12.7

13.4

13.4

13.4

134

134

134

134

13.4

134

4.76

3.97

3.97

3.97

3.97

3.97

3.97

3.97

3.97

4.76

di

55

44

44

44

44

44

44

44

44

3.97

45°

45°

45°

45°

45°

45°

45°

45°

45°

45°

bs

2.5

17

1.2

1.2

13

13

13

13

2.2

2.37

GA4225

GA4230

GP4225

(@]

O

GP2115

V4
U~ di
|
;\

&
-
-
w

PUIR)

GN9125  psjeooun

GK2115
GS4130
GH4115
GH4125
® GPO1TM

[ ]
@)
@)

o O O O

@Standard stock Oneed reservation



SE*T Series Breaker

General workpiece
light cutting

General workpiece
mediumt cutting

General workpiece
heavy cutting

Cast iron medium
cutting

Indexable Milling |

Cast iron heavy
cutting

cutting

Aluminium general

MILLING TOOLS

Wiped insert

PM PH KM KH AL WB
. Castiron
Big rake angle I;Ijggfésgoeggth heavy load
\a/\lr;éjtgadrgz;/vn Big rake angle performanc e Castiron grade, b;?gfnr;agﬁfg Bigrake angle Bid radius
suitable or:gli’ ht design, light on continuous could satisfy gn continuous design, light wiped edge,
cuttingoflovx% cutting, stable cutting and most cast iron cutting and cutting,polishing, improve surface
cutting force processing black sulrface mesium cutting black surface good chipping quality
and low feed removat removal
processing .
processing

GESAC _ 037




MILLING TOOLS | Indexable Milling

Face milling

MFA145

- =
Arbor o
© 7 45;
on
an1
Sparse tooth type Figl
‘ o ‘ Dimension(mm) ‘ Geups ‘ ‘
Ordering Code " Teeth Apmax shim Coolant Shape Stock
& ‘meter ®> oD ®dm H w T © Insert ‘ P
MFA145050R03A22SE13 50 3 50 63 22 40 104 63 4 SE*T13T3 X X Figl O
MFA145063R04A22SE13 63 4 63 76 22 40 104 63 4 SE*T13T3 X X Figl [
@Standard stock Oneed reservation
Close tooth type
‘ ) ‘ Dimension(mm) ‘ ‘ ‘ ‘ ‘ ‘
Ordering Code DR Teeth Apmax Iauge shim Coolant Shape Stock
TS ®D ®D1 ddm H W T TR
MFA145050R04A22SE13 50 4 50 63 22 40 104 63 4 SE*T13T3 X X Figl [ ]
MFA145063R05A22SE13 63 5 63 76 22 40 104 63 4 SE*T13T3 X X Figl [ ]
MFA145080R06B27SE13 80 6 80 93 27 50 124 7 4 SE*T13T3 N X Fig2 [ J
MFA145100R07B32SE13 100 T 100 113 32 50 144 83 4 SE*T13T3 v X Fig2 [ J
MFA145125R08B40SE13 125 8 125 138 40 50 164 83 4 SE*T13T3 N X Fig2 [ J

@sStandard stock Oneed reservation
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Face Milling

MFA145

Cylinder straight shank type

Indexable Milling

MILLING TOOLS

Ddm

Hi

f=2
;ju

(%))

D1
Sparse tooth type Fig3
i ‘ Dia- ‘ Dimension(mm) ‘ Gauge ‘ . ‘ ‘ ‘
Ordering Code ‘meter‘Teet oD ‘ o ‘(de‘ ’ ‘ " Apmax‘ Insert ‘shlm ‘Coolant‘Shape‘Stock
MFA145050R03P32SE13 50 50 63 32 120 39 4 SE*T13T3 x x Fig3 O
MFA145063R04P32SE13 63 4 63 76 32 120 39 4 SE*T13T3 X X Fig3 O
@Standard stock Oneed reservation
Close tooth type
ia- Dimension(mm)
Ordering Code ‘ 2iE) ‘Teeth Apmax‘ Cegs ‘ shim ‘Coolant‘shape‘ Stock
meter ®D oD ddm  H  H o Mnsert T |
MFA145050R04P32SE13 50 4 50 63 32 120 39 4 SE*T13T3 X X Fig3 O
MFA145063R05P32SE13 63 5 63 6 32 120 39 4 SE*T13T3 x X Fig3 O
@Standard stock Oneed reservation
Spare part chart
Shim
Name Shim Screw for shim screw Insert shim Insert screw wrench
Wrench
Shape p
Insert
Specification = = TH35L SI60M3.5X8.0-05410 TT15P TT15T
SE*T13T3
Order code - - PTH35LB PSI60M035080-05410B PTT15PB PTT15TB
Specification DSE1300S SSAM5X7.0 TH35L SI60M3.5X11.6-05410 TT15P TT15T
SE*T13T3
Order code  HOK30DSE1300S = PSSAMO050070B PTH35LB PSI60M035116-05410B PTT15PB PTT15TB
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Recommended cutting data

Cutting speed Feed/Teeth
Workpiece Hardness Grade . Light cutting Medium Heavy cutting
Ve (m/min) cutting (M) (H)
GA4225
Soft stee < HB18O GA4230 250 0.15 0.2 0.3
(SS400. S10Q) = GP4225 (210-350) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GP2115
GA4225
GA4230 220 0.15 0.2 0.3
n HEL R GP4225 (170-270) (0.1-0.2) (0.1-0.3) (0.2-0.4)
Carbon stell, alloy GP2115
steel
(S45C. SCM440) GA4225
GA4230 140 0.15 0.2 0.3
HB280-350 GP4225 (100-180) (0.1-02) (0.1-03) (0.2-0.4)
GP2115
Stainless 180 0.15 0.2 0.3
<
M (SUS304) HEPIS Chiasl (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)
m Castlron,i:lo%dularcast < B30 GKI115 180 0.15 02 03
(FC250. FCDA400) GK4125 (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)
. 0.15 0.2 0.3
g >
m Aluminium HB60-210 GN9125 300 (0.1-0.2) (0.1-0.3) (02-0.4)
Heat resiatance 40 0.15 0.2
E alloy HRC25-35 G54130 (20-50) (0.1-02) (0.1-03) -
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Face milling

SN*U

Common face milling insert

d1
—
|

Ls.]
=g
Dimension(mm) Coating grade 8 3
T o
Ordering Code n © 1 1 © 1y I o Vv 1 1 =
SERSEESE=N S (S 222D S NS
L D S bs di R ¥ § ¥ & o ¥ o & 5 = o 3
<C <C o o = X X ) T I = o
GCHNCENGH NCHRCENGCENGENGCERGE RGCH RGN
SNEU1206ANEN-GL 127 127 635 22 60 08 O @€ O O O O @ O
SNEU1206ANFN-NL 127 127 635 22 6.0 08 [ J

SNEU1206ANEN-GM 127 127 635 22 60 08 @€ @€ O O O @ @ @
SNMU1206ANEN-GM 127 127 635 22 60 08 @€ O O O O O O @

SNEU1206ANSN-GH 127 127 635 22 60 08 O @€ O O O @ @
SNMU1206ANSN-GH 127 127 635 22 60 08 O @€ O O O O O

SNEU1206ANEN-GW 127 127 635 56 60 08 O O O O O O O O

SNEU1206ENEN-GM 127 127 635 14 60 08 O @€ O O O @ O O
SNMU1206ENEN-GM 127 127 635 14 60 08 ([ ] (@)

SNEU1206ZNEN-GM 127 127 635 11 60 08 O @€ O O O @ @ O

SNMU1206ZNEN-GM 127 127 635 11 6.0 08 [ ] o O
SNEU120612-GM 127 127 635 - 60 12 O @€ O O O @ O
SNMU120612-GM 127 127 635 - 60 12 O O O O O O O
SNMU120616-GM 127 127 635 - 6.0 16 o O

@Standard stock Oneed reservation
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Indexable Milling

SN*U Series breaker

General workpiece

General workpiece heavy

General workpiece light General workpiece Wiped edge
cutting medium cutting medium cutting cutting P &
GL GM GH GW
Big rake angle and

narrow width design,
suitable for light
processing of low
cutting force and low
efficiency

Big reka ange design,
light cutting, could
reach stable processing
in most cases

High strength edge,
good performance
on continuous and
black surface removal
processing

Big rake angle,sharp
edge, light cutting,
polishing treatment,
good chipping

Big radius wiped edge,
inprove surface quality
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Face milling

MFB145

Arbor(with Shim)

ont

Sparse tooth type Fig3 Fig
i Dia- Dimension(mm) Gauge )
rdering Code g Teeth o0 | obs [odm | | wlT Apmax Ineert shim Coolant Shape Stock
MFB145050R03A225N12 50 3 50 66 22 40 104 63 3 SN*UI206AN*N N Figl (@]
MFB145063R04A22SN12 63 4 63 79 22 40 104 6.3 3 SN*UI206AN*N N Figl [ ]
MFB145080R05A27SN12 80 5 80 96 27 50 124 7.0 3 SN*UI206AN*N v Figl [ ]
MFB145100R06B32SN12 100 6 100 116 32 50 144 8.0 3 SN*UI206AN*N X Fig2 [
MFB145125R07B40SN12 125 7125 141 40 63 164 9.0 3 SN*UI206AN*N X Fig2 [ ]
MFB145160R08C40SN12 160 8 160 176 40 63 164 9.0 3 SN*UI206AN*N X Fig3 [ ]
MFB145200R10C60SN12 200 10 200 216 60 63 257 14 3 SN*UI206AN*N X Fig3 [ ]
MFB145250R12C60SN12 250 12 250 266 60 63 257 14 3 SN*UI206AN*N X Fig3 O
MFB145315R15D60SN12 315 15 315 331 60 80 257 14 3 SN*U1206AN*N v X Fig4 O
@sStandard stock Oneed reservation
Close tooth type
Ordering Code n'?eiz?ér Teeth o0 qDDlDlm;;l:on(r:m) o r/:gx ?r?sfﬁ shim Coolant Shape Stock
MFB145050R04A225N12 50 4 50 66 22 40 104 63 3 SN*UI206AN*N v N Figl [ ]
MFB145063R05A225N12 63 5 63 79 22 40 104 63 3 SN'UI206AN*N v Figl @
MFB145080R07TA27SN12 80 7 80 96 27 50 124 7.0 3 SN*UI206AN*N v Figl @
MFB145100R08B32SN12 100 8 100 116 32 50 144 80 3 SN*U1206AN*N v X Fig2 [ ]
MFB145125R10B40SN12 125 10 125 141 40 63 164 9.0 3 SN*UI1206AN*N v X Fig2 [ ]
MFB145160R12C40SN12 160 12 160 176 40 63 164 9.0 3 SN*UI1206AN*N v X Fig3 [ ]
MFB145200R14C60SN12 200 14 200 216 60 63 257 14 3 SN*UI1206AN*N v X Fig3 O
MFB145250R16C60SN12 250 16 250 266 60 63 257 14 3 SN*U1206AN*N ¥ X Fig3 @)
MFB145315R20D60SN12 315 20 315 331 60 80 257 14 3 SN*UI206AN*N v X Figd O

@Standard stock Oneed reservation
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Face milling

MFB145

Arbor(with Shim)

Super dense tooth type
; Dimension(mm)
. Dia- Gauge .
Ordering Code Teeth Apmax shim Coolant Shape Stock
& ST ®> oD1 odm H 0w T ¢ et P
MFB145050R05A22SN12 50 5 50 66 22 40 104 63 3 SN*U1206AN*N v N Figl @
MFB145063R06A22SN12 63 6 63 79 22 40 104 63 3 SN*U1206AN*N v Figl [ ]
MFB145080R08A27SN12 80 8 80 96 27 50 124 7.0 3 SN*U1206AN*N N Figl [ J
MFB145100R10B32SN12 100 10 100 116 32 50 144 8.0 3 SN*U1206AN*N X Fig2 @
MFB145125R12B40SN12 125 12 125 141 40 63 164 9.0 3 SN*U1206AN*N v X Fig2 O
MFB145160R15C40SN12 160 15 160 176 40 63 164 9.0 3 SN*U1206AN*N v X Figa O
MFB145200R18C60SN12 200 18 200 216 60 63 25.7 14 3 SN*U1206AN*N v X Figa O
MFB145250R21C60SN12 250 21 250 266 60 63 25.7 14 3 SN*U1206AN*N v X Figa O
MFB145315R24D60SN12 315 24 315 331 60 80 25.7 14 3 SN*U1206AN*N v X Figd O
@Standard stock Oneed reservation
Spare part chart
Part Name Shim Screw for shim ST SRy Insert shim Insert screw wrench
Wrench

Shape

Insert
Specifi- DSN1206M SSAM6EXT.5 TH40L SI60M4X15.8-07108 TT15P TT15T
. . tion : ad

SN*UI206AN*N o0

code HOK30SSN12 PSSAM060075B PTH40LB PSI60M040158-07108B PTT15PB PTT15TB

044 _ GESAC




Indexable Milling | MILLING TOOLS

Face milling

MFB245

Arbor(without shim) a 2
D/
Sparse tooth type
O Dia- Dimension(mm) Gauge :
rdering Code meter Teeth op | oo lodm | H W T Apmax Insert shim Coolant Shape Stock
MFB245050R03A22SN12 50 3 50 66 22 40 104 63 3 SN*UI206AN*N  x N Figl @
MFB245063R04A22SN12 63 4 63 79 22 40 104 63 3 SN*UI206AN*N  x N Figl @
MFB245080R05A27SN12 80 5 80 96 27 50 124 70 3 SN*UI206AN*N  x v Figl @
MFB245080L05A27SN12 80 5 80 96 27 50 124 70 3 SN*UI206AN*N  x v Figl @
MFB245100R06B32SN12 100 6 100 116 32 50 144 80 3 SN*UI206AN*N  x X Fig2 @
MFB245100L06B32SN12 100 6 100 116 32 50 144 80 3 SN*UI206AN*N  x X Fig2 @
MFB245125R07B40SN12 125 7 125 141 40 63 164 9.0 3 SN*UI206AN*N  x X Fig2 @
MFB245160R08C40SN12 160 8 160 176 40 63 164 9.0 3 SN*UI206AN*N  x X Fig3 @
MFB245200R10C60SN12 200 10 200 216 60 63 257 14 3 SN*UI206AN*N  x X Fig3 @
MFB245250R12C60SN12 250 12 250 266 60 63 257 14 3 SN*UI206AN*N  x X Fig3 @
MFB245315R15D60SN12 315 15 315 331 60 80 257 14 3 SN*UI206AN*N  x X Figd O
@Standard stock Oneed reservation
Dense tooth type
Ordering Code Di- Teeth Pimension(mm) Apmax Cruige shim Coolant Shape Stock
T ® D1 ddm H 0w T Insert

MFB245050R04A22SN12 50 4 50 66 22 40 104 6.3 3 SN*UI1206AN*N  x N Figl @
MFB245063R05A22SN12 63 5 63 79 22 40 104 6.3 3 SN*UI1206AN*N  x N Figl [ ]
MFB245080R07TA27SN12 80 7 80 96 27 50 124 7.0 3 SN*UI1206AN*N  x N Figl [ ]
MFB245100R08B32SN12 100 8 100 116 32 50 144 8.0 3 SN*UI1206AN*N  x X Fig2 @
MFB245100L08B32SN12 100 8 100 116 32 50 144 8.0 3 SN*UI1206AN*N  x X Fig2 @
MFB245125R10B40SN12 125 10 125 141 40 63 164 9.0 3 SN*UI1206AN*N  x X Fig2 @
MFB245125L10B40SN12 125 10 125 141 40 63 164 9.0 3 SN*UI206AN*N  x X Fig2z O
MFB245160R12C40SN12 160 12 160 176 40 63 164 9.0 3 SN*UI1206AN*N  x X Fig3 @
MFB245200R14C60SN12 200 14 200 216 60 63 257 14 3 SN*UI1206AN*N  x X Figa O
MFB245200L14C60SN12 200 14 200 216 60 63 257 14 3 SN*UI1206AN*N  x X Figa O
MFB245250R16C60SN12 250 16 250 266 60 63 257 14 3 SN*UI1206AN*N  x X Figa O
MFB245315R20D60SN12 315 20 315 331 60 80 257 14 3 SN*UI206AN*N  x X Figd O

@Standard stock Oneed reservation
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Face milling

MFB245

Arbor( without shim)

Super dense type
. Dimension(mm)
Ordering Code oI Teeth Apmax ?auge shim Coolant Shape Stock
meter ®D ®D1 &ddm H W T nsert
MFB245050R05A22SN12 50 5 50 66 22 40 104 63 3 SN*U1206AN*N  x N Figl @
MFB245063R06A22SN12 63 6 63 79 22 40 104 63 3 SN*U1206AN*N  x N Figl [ J
MFB245080R08A27SN12 80 8 80 96 27 50 124 7.0 3 SN*U1206AN*N  x N Figl @
MFB245100R10B32SN12 100 10 100 116 32 50 144 8.0 3 SN*U1206AN*N  x X Fig2 @
MFB245125R12B40SN12 125 12 125 141 40 63 164 9.0 3 SN*U1206AN*N  x X Fig2 @
MFB245160R15C40SN12 160 15 160 176 40 63 164 9.0 3 SN*U1206AN*N  x X Fig3 [
MFB245200R18C60SN12 200 18 200 216 60 63 257 14 3 SN*U1206AN*N  x x Fig3 O
MFB245250R21C60SN12 250 21 250 266 60 63 257 14 3 SN*U1206AN*N  x x Fig3 O
MFB245315R24D60SN12 315 24 315 331 60 80 257 14 3 SN*UI1206AN*N  x X Fig4 O
@Standard stock Oneed reservation
Spare Part Chart
Part name Insert screw Insert screw wrench

Shape
Insert
Sp‘i.dﬁ' SI60M5X14-07010 TT20P TT20T
SN*U1206AN*N GO
Ordercode  PSI6OMO050140-070108 PTT20PB PTT20TB
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Indexable Milling | MILLING TOOLS

Face milling

MFB275

Arbor( without shim)

Figl Fig2
g “ﬁ_ﬁ_ i ahy
= [ m— \7543% :
Dense tooth type Fig3 Figd
Dia Dimension(mm) e
Ordering Code " Teeth Apmax shim Coolant Shape Stock
& TSR ®> D1 ddm H w T © Insert P
MFB275050R04A22SN12 50 4 50 66 22 40 104 63 5 SN*UI206ENEN  x J Figl @
MFB275063R05A22SN12 63 5 63 79 22 40 104 63 5 SN*UI1206ENEN  x N Figl [ J
MFB275063R06A22SN12 63 6 63 79 22 40 104 63 5 SN*UI206ENEN  x N Figl O
MFB275080R07TA27SN12 80 T 80 96 27 50 124 7.0 5 SN*UI1206ENEN  x N Figl [ J
MFB275100R08B32SN12 100 8 100 116 32 50 144 80 5 SN*UI206ENEN  x X Fig2 O
MFB275125R10B40SN12 125 10 125 141 40 63 164 90 5 SN*U1206ENEN  x X Fig2 [ J
MFB275160R12C40SN12 160 12 160 176 40 63 164 9.0 5 SN*UI206ENEN x x Fig3 O
MFB275200R14C60SN12 200 14 200 216 60 63 257 14 5 SN*UI1206ENEN  x x Fig3 O
MFB275250R16C60SN12 250 16 250 266 60 63 257 14 5 SN*UI206ENEN  x x Fig3 O
MFB275315R20D60SN12 315 20 315 331 60 80 257 14 5 SN*U1206ENEN  x X Fig4 O
@Standard stock Oneed reservation
Spare Part Chart
Part name Insert screw Insert screw wrench

Shape
Insert
Spi.dﬁ‘ SI60M5X14-07010 TT20P TT20T
SN*U1206ENEN GEMION]
Ordercode  PSI60M050140-070108 PTT20PB PTT20TB
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MILLING TOOLS | Indexable Milling

Face milling

MFB288 S oE

. . - e 4 ™
Arbor( without shim) FAer) e
Fig Fig2
g i e
| o | A |
DERY M
20, [ ot
Dense tooth type Fig3 Figd
Dia- Dimension(mm) Gauge
Ordering Code 18" Teeth Apmax | U8 shim Coolant Shape Stock
TEEr ® D1 ddm H w T et
MFB288050R04A22SN12 50 4 50 66 22 40 104 63 T SN*U1206ZNEN  x J Figl [ J
MFB288063R05A22SN12 63 5 63 79 22 40 104 63 T SN*U1206ZNEN  x N Figl [ J
MFB288063L05A22SN12 63 5 63 79 22 40 104 6.3 T SN*U1206ZNEN  x N Figl [ J
MFB288080R0OTA27SN12 80 T 80 96 27 50 124 7.0 T SN*U1206ZNEN  x N Figl [ J
MFB288080L0O7TA27SN12 80 T 80 96 27 50 124 7.0 T SN*U1206ZNEN  x N Figl [ J
MFB288100R08B32SN12 100 8 100 116 32 50 144 8.0 T SN*U1206ZNEN  x X Fig2 [ J
MFB288125R10B40SN12 125 10 125 141 40 63 164 9.0 T SN*U1206ZNEN  x X Fig2 [ ]
MFB288160R12C40SN12 160 12 160 176 40 63 164 9.0 T SN*U1206ZNEN  x X Fig3 [
MFB288200R14C60SN12 200 14 200 216 60 63 257 14 T SN*U1206ZNEN  x X Fig3 [
MFB288250R16C60SN12 250 16 250 266 60 63 257 14 7 SN*U1206ZNEN  x X Fig3 O
MFB288315R20D60SN12 315 20 315 331 60 80 257 14 T SN*U1206ZNEN  x X Figd O
@Standard stock Oneed reservation
Spare Part Chart
Part name Insert screw Insert screw wrench
Shape
Insert
Sp‘i.c'f" SI60M5X14-07010 TT20P TT20T
SN*U1206ZNEN caton
Order code PSI60M050140-07010B PTT20PB PTT20TB
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Indexable Milling | MILLING TOOLS

Recommended cutting data

Cutting speed Feed/Teeth
Workpiece Hardness Grade Wish i i i
: ght cutting Medium Heavy cutting
Ve Gyl ) cutting (M) H)
GA4225
Soft stee < HBI8O GA4230 250 0.15 0.2 0.3
(SS400. S10C) = GP4225 (210-350) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GP2115
GA4225
GA4230 220 0.15 0.2 0.3
n RIENEE-IE GP4225 (170-270) (0.1-0.2) (0.1:0.3) (0.2-0.4)
Carbon stell, alloy GP2115
steel
(S45C. SCM440) GA4225
GA4230 140 0.15 0.2 0.3
HB280-350 GP4225 (100-180) (0.1-0.2) (0.1:0.3) (02-0.4)
GP2115
Stainless 180 0.15 0.2 0.3
<
M (SUS304) HB275 GM2140 (130-250) (0.1-0.2) 0.1-0.3) 0.2:0.4)
m Cast iron, nodular cast GKA125 180 0.15 02 03
iron < HB350 ’ ) )
50 Fepago) GK2115 (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)
m Aluminium < HB260 GN9125 (30(?_%%00) (0%-1052) " % 3) -
. GM2140
Heat resiatance 40 0.15 0.2
< -
B alloy S HRC3S géﬁgg (20-50) (0.1-0.2) (0.05-0.15)
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MILLING TOOLS | Indexable Milling

Face milling

HN*X

Common face milling insert

8

Dimension(mm) Coated g 3

g o

Ordering Code n o 1 1 © 1 1 o 1 1 1 =

N O & o el Sel SRS =

L D S d1 R ¥ § § & o ¥ & v & = o 3

<C <C o o = X X ) T I = a

O (©) O O © (©) (G O O O (©) o
HNEX090520-KF 9.5 16.2 5.56 - 2.0 e O
HNEX090510-KF 95 162 556 - 10 e o
HNEX090520-KM 9.5 16.2 5.56 - 2.0 e ©o
. HNMX090520-KM 95 162 556 - 20 O O
HNEX090516-KR 9.5 16.2 5.56 - 16 e ©o
. HNMX090516-KR 95 162 556 - 16 O ©
HNEX090530-KR 9.5 16.2 5.56 - 3.0 e o
HNEX090502-WC 95 15875 556 - 02 o o

@Standard stock Oneed reservation
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HN*X series slot

Cast iron light cutting

Cast iron medium cutting

Indexable Milling |

Cast iron heavy cutting

MILLING TOOLS

Wiped insert

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 TOOLS | Indexable Milling

Face milling

Arbor
\ » ]
Dense tooth typw Fig3
Dimension(mm)
Ordering Code D'?_ Teeth Apmax IGaugrf shim Coolant Shape Stock
LIS oD D1 ddm H W T nse
MFB160125R15B40HNQ9 125 15 125 135 40 63 164 9 8 HN*X0905 X N Figl [ J
MFB160160R20C40HN0O9 160 20 160 170 40 63 164 9 8 HN*X0905 X N Fig2 [ J
MFB160200R25C60HNO9 200 25 200 210 60 63 257 14 8 HN*X0905 X N Fig2 [ ]
MFB160250R30C60HNO9 250 30 250 260 60 80 257 14 8 HN*X0905 X N Fig2 O
MFB160315R40D60HNO9 315 40 315 325 60 80 257 14 8 HN*X0905 X N Fig3 O
@Standard stock Oneed reservation
Spare Part Chart
Adjusted Clamp Clamp double Felusize Adjustable
Part name double head Wrench Wrench
wedge wedge head screw clamp
screw
Shape
Insert
specifi- |y cwA2 SDAMEX20 SDAMBX24.5 - TH30L TH40L
HN*X0905 Coart('j%rr‘
code PCWAO01B PCWA02B PSDAM060200B PSDAM080245B PAMFB1601RAB PTH30LB PTH40LB
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Indexable Milling | MILLING TOOLS

Face milling

MFB260

Arbor

Fig3 Figd

Dense tooth typw

Dimension(mm)

Ordering Code ol Teeth Apmax Cellge shim Coolant Shape Stock
meter Insert
oD ®D1 &ddm H W T
MFB260080R08A27THNO9 80 8 80 90 27 50 124 7 8 HN*X0905  x X Figl [ ]
MFB260100R10B32HNO9 100 10 100 110 32 50 144 8 8 HN*X0905  x X Fig2 o
MFB260125R15B40HNO9 125 15 125 135 40 63 164 9 8 HN*X0905  x X Fig2 [ ]
MFB260160R20C40HNO9 160 20 160 170 40 63 164 9 8 HN*X0905  x X Fig3 O
MFB260200R25C60HNO9 200 25 200 210 60 63 257 14 8 HN*X0905  x X Fig3 O
MFB260250R30C60HNOS 250 30 250 260 60 80 257 14 8 HN*X0905  x X Fig3 ©)
MFB260315R40D60HNO9 315 40 315 325 60 80 257 14 8 HN*X0905  x X Fig4 O
@Standard stock Oneed reservation
Spare Part Chart
Part name Clamp wedge Clamp double head screw Wrench

Shape
Insert
CWA1 SDAMEX20 TH30L
HN*X0905
PCWAO1B PSDAMO060200B PTH30LB
Recommend cutting data
; Cutting speed Feed/edge
Workpiece Hardness Grade Ve (m/min) Light cutting Medium Heavy
(KF) cutting (KM) cutting (KR)
m Castiron, nodular < HB350 GK4125 280 0.15 0.2 0.3
cast iron = GK2115 (180-400) (0.1-0.2) (0.1-0.3) (0.2-0.4)
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MILLING TOOLS | Indexable Milling

Face milling

LN*T

Vertical Heavy load Milling Insert

Ordering Code

LNET110608-GL
LNET150608-GL

LNMT110608-GM
LNMT150608-MM

LNMT110608-GH
LNMT150608-GH

LNET1106PNTN-W
LNET1506PNTN-W

054 _ GESAC

11.2
15.0

11.2
15.0

11.2
15.0

113
15.2

Dimension(mm)

W ap S
6 5 11
6 7 13.9
6 5 11
6 7 13.9
6 5 11
6 7 13.9
6 5 11
6 7 13.9

0.8
0.8

0.8
0.8

0.8
0.8

GA4225

GA4230

GP4225

® O

GP2115

o O

Coated

GM2140
GK4125

O 0O
® O

c
[«
g 2
8 3
T 2
0 un  wn
R NN LR R =
L R R =
o ¥ X X 9 o
|l | = Z|a
O O O O O o
O
°
® O
® O
O

@Standard stock Oneed reservation



LLN*T series slot

General workpiece light cutting

General workpiece medium
cutting

Indexable Milling |

General workpiece heavy cutting

MILLING TOOLS

Wiped insert

GM/MM

Light cutting with low cutting
force, better processing quality

High stability processing in
most cases

High strangeth edge,
continuous cutting, good
performance on black surface
removal case

High precision wiped insert,
improve surface quality
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MILLING TOOLS | Indexable Milling

Face Milling

MVA190

Arbor o
W T v |

Y )

' 1
Fig3
Sparse tooth type
Dimension(mm)
Ordering Code n?eiziér Teeth Apmax ?I?Slég: Coolant Shape Stock
®D1  ddm H W T
MVA190040R04A16LN11 40 4 40 16 40 8.4 56 5 LN*T1106 X Figl [ ]
MVA190040L04A16LN11 40 4 40 16 40 8.4 5.6 5 LN*T1106 X Figl @)
MVA190050R05A22LN11 50 5 50 22 40 10.4 6.3 5 LN*T1106 X Figl [ ]
MVA190050L05A22LN11 50 5 50 22 40 10.4 6.3 5 LN*T1106 X Figl O
MVA190063R06A22LN11 63 6 63 22 40 10.4 6.3 5 LN*T1106 X Figl O
MVA190063L06A22LN11 63 6 63 22 40 10.4 6.3 5 LN*T1106 X Figl @)
MVA190080R08B27LN11 80 8 80 27 50 124 7.0 5 LN*T1106 X Fig2 ©)
MVA190080L08B27LN11 80 8 80 27 50 124 7.0 5 LN*T1106 X Fig2 (@)
MVA190100R09B32LN11 100 9 100 32 50 144 8.0 5 LN*T1106 X Fig2 @)
MVA190100L09B32LN11 100 9 100 32 50 144 8.0 5 LN*T1106 X Fig2 @)
MVA190125R10B40LN11 125 10 125 40 63 164 9.0 5 LN*T1106 X Fig2 @)
MVA190125L10B40LN11 125 10 125 40 63 164 9.0 5 LN*T1106 X Fig2 @)
MVA190160R12C40LN11 160 12 160 40 63 164 9.0 5 LN*T1106 X Fig3 ©)
MVA190160L12C40LN11 160 12 160 40 63 164 9.0 5 LN*T1106 X Fig3 @)
MVA190200R16C60LN11 200 16 200 60 63 25.7 14 5 LN*T1106 X Fig3 @)
MVA190200L16C60LN11 200 16 200 60 63 25.7 14 5 LN*T1106 X Fig3 @)

@Standard stock Oneed reservation
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Indexable Milling | MILLING TOOLS

Face Milling

MVA190

Arbor odn

¥ } Gdn Ddm
——— T = T - W
= ~ [} [
L3 ﬁ ' NI N
(P - ‘j‘ ' ! $
= o= N g
NN | N R
oD1 @b1 1 D1
Figl Fig2 Fig3
Dense tooth type
Dimension(mm)
Ordering Code D'i_ Teeth Apmax lGaugrf Coolant Shape Stock
meter ®D1  ®dm H W T nse
MVA190040R05A16LN11 40 5 40 16 40 8.4 5.6 5 LN*T1106 X Figl O
MVA190040L05A16LN11 40 5 40 16 40 8.4 5.6 5 LN*T1106 X Figl O
MVA190050R07A22LN11 50 7 50 22 40 104 6.3 5 LN*T1106 X Figl O
MVA190050L07A22LN11 50 T 50 22 40 10.4 6.3 5 LN*T1106 X Figl O
MVA190063R09A22LN11 63 9 63 22 40 10.4 6.3 5 LN*T1106 X Figl O
MVA190063L09A22IN11 63 9 63 22 40 10.4 6.3 5 LN*T1106 X Figl [ J
MVA190080R11B27LN11 80 11 80 27 50 124 7.0 5 LN*T1106 X Fig2 O
MVA190080L11B27LN11 80 11 80 27 50 124 7.0 5 LN*T1106 X Fig2 O
MVA190100R14B32LN11 100 14 100 32 50 144 8.0 5 LN*T1106 X Fig2 O
MVA190100L14B32LN11 100 14 100 32 50 144 8.0 5 LN*T1106 X Fig2 O
MVA190125R18B40LN11 125 18 125 40 63 16.4 9.0 5 LN*T1106 X Fig2 O
MVA190125L18B40LN11 125 18 125 40 63 16.4 9.0 5 LN*T1106 X Fig2 O
MVA190160R23C40LN11 160 23 160 40 63 16.4 9.0 5 LN*T1106 X Fig3 O
MVA190160L23C40LN11 160 23 160 40 63 164 9.0 5 LN*T1106 X Fig3 O
MVA190200R28C60LN11 200 28 200 60 63 25.7 14 5 LN*T1106 X Fig3 O
MVA190200L28C60LN11 200 28 200 60 63 25.7 14 5 LN*T1106 X Fig3 O

@Standard stock Oneed reservation
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MILLING TOOLS | Indexable Milling

Face Milling

MVA190

Arbor

Sparse tooth type

Dimension(mm)
Ordering Code mDei:?e_zr Teeth Apmax IG:suegrf Coolant Shape Stock
®D1  &ddm H W T

MVA190050R04A22LN15 50 4 50 22 40 10.4 6.3 7 LN*T1506 X Figl O
MVA190050L04A22LN15 50 4 50 22 40 10.4 6.3 I LN*T1506 X Figl [
MVA190063R05A22LN15 63 5 63 22 40 10.4 6.3 7 LN*T1506 X Figl [ J
MVA190063L05A22LN15 63 5 63 22 40 10.4 6.3 7 LN*T1506 X Figl O
MVA190080R06B27LN15 80 6 80 27 50 12.4 7.0 7 LN*T1506 X Fig2 O
MVA190080L06B27LN15 80 6 80 27 50 124 7.0 T LN*T1506 X Fig2 O
MVA190100R08B32LN15 100 8 100 32 50 14.4 8.0 7 LN*T1506 X Fig2 [ ]
MVA190100L08B32LN15 100 8 100 32 50 14.4 8.0 7 LN*T1506 X Fig2 [ ]
MVA190125R10B40LN15 125 10 125 40 63 16.4 9.0 7 LN*T1506 X Fig2 [ ]
MVA190125L10B40LN15 125 10 125 40 63 16.4 9.0 7 LN*T1506 X Fig2 O
MVA190160R12C40LN15 160 12 160 40 63 16.4 9.0 7 LN*T1506 X Fig3 [ ]
MVA190160L12C40LN15 160 12 160 40 63 16.4 9.0 7 LN*T1506 X Fig3 O
MVA190200R12C60LN15 200 12 200 60 63 257 14 7 LN*T1506 X Fig3 @)
MVA190200L12C60LN15 200 12 200 60 63 257 14 7 LN*T1506 X Fig3 O
MVA190200R15C60LN15 200 15 200 60 63 257 14 7 LN*T1506 X Fig3 O
MVA190200L15C60LN15 200 15 200 60 63 25.7 14 I LN*T1506 X Fig3 O
MVA190250R15C60LN15 250 15 250 60 63 25.7 14 I LN*T1506 X Fig3 @)
MVA190250L15C60LN15 250 15 250 60 63 25.7 14 I LN*T1506 X Fig3 O
MVA190250R20C60LN15 250 20 250 60 63 257 14 I LN*T1506 X Fig3 O
MVA190250L20C60LN15 250 20 250 60 63 257 14 I LN*T1506 X Fig3 O
MVA190315R18D60LN15 315 18 315 60 80 25.7 14 7 LN*T1506 X Figd O
MVA190315L18D60LN15 315 18 315 60 80 25.7 14 T LN*T1506 X Figd O
MVA190315R25D60LN15 315 25 315 60 80 25.7 14 7 LN*T1506 X Figd O
MVA190315L25D60LN15 315 25 315 60 80 25.7 14 T LN*T1506 X Figd O

@Standard stock Oneed reservation
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Indexable Milling | MILLING TOOLS

Face Milling

MVA190

Arbor

Dense tooth type

Dimension(mm)
Ordering Code mDei?ér Teeth Apmax ?r?slég: Coolant Shape Stock
®D1  ddm H W T

MVA190050R05A22LN15 50 5 50 22 40 10.4 6.3 7 LN*T1506 X Figl O
MVA190050L05A22LN15 50 5 50 22 40 10.4 6.3 T LN*T1506 X Figl O
MVA190063R06A22LN15 63 6 63 22 40 10.4 6.3 7 LN*T1506 X Figl [
MVA190063L06A22LN15 63 6 63 22 40 10.4 6.3 I LN*T1506 X Figl O
MVA190080R08B27LN15 80 8 80 27 50 124 7.0 7 LN*T1506 X Fig2 [ J
MVA190080L08B27LN15 80 8 80 27 50 124 7.0 I LN*T1506 X Fig2 [ ]
MVA190100R10B32LN15 100 10 100 32 50 14.4 8.0 7 LN*T1506 X Fig2 [ ]
MVA190100L10B32LN15 100 10 100 32 50 144 8.0 T LN*T1506 X Fig2 @)
MVA190125R12B40LN15 125 12 125 40 63 16.4 9.0 7 LN*T1506 X Fig2 O
MVA190125L12B40LN15 125 12 125 40 63 16.4 9.0 T LN*T1506 X Fig2 @)
MVA190160R15C40LN15 160 15 160 40 63 16.4 9.0 7 LN*T1506 X Fig3 O
MVA190160L15C40LN15 160 15 160 40 63 16.4 9.0 7 LN*T1506 X Fig3 O
MVA190200R20C60LN15 200 20 200 60 63 25.7 14 7 LN*T1506 X Fig3 O
MVA190200L20C60LN15 200 20 200 60 63 25.7 14 7 LN*T1506 X Fig3 O
MVA190250R25C60LN15 250 25 250 60 63 25.7 14 7 LN*T1506 X Fig3 O
MVA190250L25C60LN15 250 25 250 60 63 25.7 14 T LN*T1506 X Fig3 O
MVA190315R30D60LN15 315 30 315 60 80 257 14 I LN*T1506 x Fig4 O
MVA190315L30D60LN15 315 30 315 60 80 25.7 14 T LN*T1506 x Fig4 O

@Standard stock Oneed reservation
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MILLING TOOLS | Indexable Milling

Face Millling

MVA290

Disc

2T I

Dimension(mm)
Dia-
meter

Gauge
Insert

Ordering Code Teeth Apmax

®D1  Tmax &dm ®di W H h

Coolant Shape Stock

MVA290080R08K27LN15 80 8 80 18 27 41
MVA290080L08K27LN15 80 8 80 18 27 41
MVA290100R10K32LN15 100 10 100 23 32 47 26 22 14 LN*T1506 X Figb
MVA290100L10K32LN15 100 10 100 23 32 47 26 22 14 LN*T1506 X Figb
MVA290125R12K40LN15 125 12 125 32 40 55 10 26 22 14 LN*T1506 X Figb
MVA290125L12K40LN15 125 12 125 32 40 55 10 26 22 14 LN*T1506 X Figh
MVA290160R15K40LN15 160 15 160 49 40 55 10 26 22 14 LN*T1506 X Figh
MVA290160L15K40LN15 160 15 160 49 40 55 10 26 22 14 LN*T1506 X Figh
MVA290200R20K50LN15 200 20 200 63 50 68 12 28 24 14 LN*T1506 X Figd
MVA290200L20K50LN15 200 20 200 63 50 68 12 28 24 14 LN*T1506 X Figd
MVA290250R25K60LN15 250 25 250 80 60 84 14 28 24 14 LN*T1506 X Figd
MVA290250L25K60LN15 250 25 250 80 60 84 14 28 24 14 LN*T1506 X Figd

24 22 14 LN*T1506 Figd
24 22 14 LN*T1506 X Figd

X

o o N

O @€ O 0O/0O/C|®e @ O O 0O O

@ Standard stock O need reservation

Spare part chart

Partname Insert screw Insert screw wrench
Shape
Insert
Specification SI60M3.5X9.5-048091B TILOP TILO0T
LN*T11
Order code PSI60M035095-048091B PTI10PB PTI10TB
Specification SI60M4X11-05708IB TI15P TIL5T
LN*T15
Order code PSI60M040110-05708IB PTI15PB PTIL5TB
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Indexable Milling | MILLING TOOLS

Recommended cutting data

feed/edge (fz)
Cutting speed el ; :
ght cutting - - Heavy cutting
Workpiece Hardness Grade (L) Medium cutting (M) (H)
Ve (m/min) (ap < 1.5mm)  (1L.5mm < ap < 3mm) (ap = 5mm)
GA4225
Soft steel < HB18O GA4230 220 0.3 0.2 0.15
= GP4225 (100-350) (0.2-0.4) (0.12-0.3) (0.1-0.25)
GP2115
GA4225
GA4230 180 0.3 0.2 0.15
n FELSI2EY e (120-250) (0.2-0.4) (0.12-0.3) (0.1-0.25)
Carbon steel, GP2115
a“oy steel GA4225
GA4230 150 0.3 0.2 0.15
HB280-350  Gpgnos (100-230) (02-0.4) (0.12-03) (0.1-0.25)
GP2115
. 180 0.3 0.2 0.15
<
M Stainless steel HB275 GM2140 (120-250) (0.2-0.4) (0.12-03) (0.1-0.25)
. GK4125 220 0.3 0.2 0.15
Greycastiron  HBI60-250 o115 (120-350) (0.2-0.4) (0.12-0.3) (0.1-0.25)
m Nodular cast
iron,vermicular HB180-260 GK4125 150 0.3 0.2 0.15
graphite cast iron GK2115 (100-280) (0.2-0.4) (0.12-0.3) (0.1-0.25)
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MILLING TOOLS | Indexable Milling

Face Millling
S
SBEX Lobs
ISO Milling insert '
D
o
z 8
Dimension(mm) Coated g 3
T o
Ordering Code n o 1V 1V 9 1 1 o |V W 1 =
S SR T I e e ) (0 B R ) (O
L D S 6 bs ¥ ¥« § & o ¥ & ¥ = ¥ o 3
< < A o S X X oo I T zZ &
O 0 6 O O © © O 5B & O 6
SBEX120477-1 12.7 12.7 4.76 45° 0.8 o O o O

@ Standard stock O need reservation

SEEN/SEMN/SEEX

ISO Milling insert

Do
=]
’OK

g Q

Dimension(mm) Coated g =

zT @

Ordering Code nw o v 1V 29 1y 1N o 1V 1 o =

S R = IS i ) e e ) OV

L D S 0 bs ¢« § ¥ & o ¥ & ¥ S S o 3

< <C oL, o = X X (%} T T =z o

Ol Ol olo| clo|lo|lololo|lolo

SEEN1203AFTN 12.7 12.7 318 45° 23 O O O O O
SEEN1204AFTN 12.7 12.7 476  45° 24 o O O O
SEEN1504AFTN  15.875 15875 476 45° 24 O O o O

SEMN1204AFTN 12.7 12.7 476  45° 24 o O o O O
SEEX1203AFTN 12.7 12.7 318 45° 3.0 O O o O

@ Standard stock O need reservation
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Face milling

SEEN-R

ISO Milling insert

Indexable Milling | MILLING TOOLS

20

a
N
S

S| o

[0)

Dimension(mm) Coated g 3

g o

Ordering Code m o w w R e (m e e =

SERCRESERERN < | S | o 2N SO S NS

L D S R < ¥ ¥ & o ¥ o T = = o 3

< | < | ala| =S|l x| x|l wn|lxT| T Z2|a

Ol o lo 6c|lolo|lo|lo|l ool
SEEN120302 12.7 12.7 3.18 0.2 O O o O
SEEN120304 12.7 12.7 3.18 0.4 o O o O
SEEN120308 12.7 12.7 3.18 0.8 o O o O

@ Standard stock O need reservation

S

R
SPEN 3
ISO Milling insert b D
. ' 11

=8

Dimension(mm) Coated g 3

T 2

Ordering Code 0w o 1 1y 9 1 1y o v W W =

5 8 § Z el o b=l S ey =

L D S R < £ ¥ & d ¥ & F ¥ ¥ o 3

< | < |l = | x|(xx|wn|T ||z

Ol 0| 6| 6lo|lo|lololo| olo
SPEN150420T 15.875 15.875 4.76 2.0 o O o O
SPEN150430T 15875 15.875 476 3.0 o O O O
SPEN190424T 19.05 19.05 476 24 o O o O
SPEN250730T 25.4 25.4 7.94 3.0 o O O O
SPEN250750T 25.4 254 7.94 5.0 o O o O
SPEN250730-WC 254 254 7.94 3.0 o O o O
SPEN190424-WC  19.05 19.05 4.76 2.4 o O o O

@ Standard stock O need reservation
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MILLING TOOLS | Indexable Milling

Face Millling
SPKN :
bs
ISO Milling insert —
11
= 5
Dimension(mm) Coated S 3
g o
Ordering Code m o w ow R s e ln N =
SRR = (Y D9 2SS RS
L D S 6 bs § ¥ ¥ & & ¥ & ¥ ¥ o 3
X X 4 o S X X O T T Z &
O |6 ol ol clololol ol
SPKN1203EDL 12.7 12.7 3.18 15° 14 o O o O
SPKN1203EDR 12.7 127  3.18 15° 14 o O o O
SPKN1203EDTL 12.7 127 3.18 15° 14 o O o O
SPKN1203EDTR 12.7 127  3.18 15° 14 o O o O
SPKN1504EDL 15.875 15.875 4.76 15° 14 o O o O
SPKN1504EDR 15.875 15.875 4.76 15° 14 o O o O
SPKN1504EDTL 15.875 15875 4.76 15° 14 o O o O
SPKN1504EDTR 15.875 15.875 4.76 15° 14 o O o O
SPKN1905EDL 19.05 19.05 556 15° 2.7 o O o O
SPKN1905EDR 19.05 19.05 556 15° 2.7 o O O O
SPKNI905EDTL  19.05 19.05 5.56 15° 2.7 o O o O
SPKN1905EDTR  19.05 19.05 5.56 15° 2.7 o O o O
@ Standard stock O need reservation
L S
T
| D ]
SPEN-W 17 72
ISO Milling insert 11#4
2 g
Dimension(mm) Coated g 3
g 2
Ordering Code w o w ow RN e e e =
N ED R =l R e R e G [
L D S 8 bs § ¥ § & o ¥ & ¥ = x o 3
<C <C o o > X X ) T T = o
O Ol ool lo|lo|lo|o|lo
SPEN1504EDL-W  15.875 15.875 4.76 15° 102 o O o O
SPEN1504EDR-W 15.875 15.875 4.76 15° 102 o O o O

@ Standard stock O need reservation
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Face Millling

SPER

ISO Milling insert

Ordering Code

SPER1203EDTL-MR
SPER1203EDTR-MR
SPER1204EDTR-MR

SPNR

ISO Milling insert

Ordering Code

SPNR150424T

12.7
12.7
12.7

12.7

Dimension(mm)

127 318  15°
127 318 15°
127 476 15°

Dimension(mm)

127 476 2.4

bs

13
13
13

GA4225

GA4230

O

GA4225

GA4230

O 00

GP4225

o

Indexable Milling | MILLING TOOLS

GP4225

OO0 O

GP2115

bs
c
g &
Coated g 3
o @
8_ —
n 9 1 N o ! W v =
-~ ¥ N -4 ®» - & & £
— — — — — — — — —
N NS o ¥ X X o9 o
o = X X o I I Z a
O GCEEOCEROENOCENGENGERGE )
@ Standard stock O need reservation
’Q
I
‘ '
= | B
Coated 8 3
ol
T @
o
AR R =
— — — — — — — =
o ¥ o ¥ X X o o
= X X ) T T == o
(G) [©] O O (@] (©) @ (O]
o O

@ Standard stock O need reservation

GESAC _ 065




MILLING TOOLS | Indexable Milling

Face Millling

SPCW

ISO Milling insert

s ©

@D

Dimension (mm) Coated 8 3

gl o

Ordering Code a o w ow R s e N =

SRCERSEE=N N S| D2 2SS RS

L D S d R < § ¥ & o ¥ o ¥ x x o 3

<C <C o o = X X ) T T = o

G NGHNGH NGH RGCERGE RCERCE NG NG NGHE N G)
SPCW090308 9.525 9525 3.18 4.4 0.8 o O O O
SPCW120412 127 127 476 5.5 1.2 o O o O
SPCW120416 127 127 476 5.5 16 o O o O
SPCW150516  15.875 15.875 5.56 5.5 16 o O o O
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Indexable Milling | MILLING TOOLS

Face Millling

TPER/TPKR/TPKN

ISO Milling insert

117

S| o

. . 2 @

Dimension(mm) Coated 3

@

Orde”ngCOde n O »w 1N 9O v n o w!m wun v =
glgldi2|2 3222|998

L D S 8 bs ¥ ¥ § & o ¥ & ¥ = = o 3

X X o o S X x oo I I Z &

Gl | © v 0|l |lololo|lolo

TPER1603PDTL-MR 16,5 9.525 318 30° 13 o O

TPER1603PDTR-MR 16,5 9.525 318 30° 13 o O

TPKR1603PPTR 16,5 9.525 318 30° 13 o O

TPKN1603PDL 16 16 318 30° 13 o O o O
TPKN1603PDR 16 16 318 30° 13 o O o O
TPKN1603PDTL 16 16 318 30° 13 o O o O
TPKN1603PDTR 16 16 318 30° 13 o O o O
TPKN2204PDL 22 22 476 30° 14 o O o O
TPKN2204PDR 22 22 476 30° 14 o O o O
TPKN2204PDTL 22 22 476 30° 14 o O o O
TPKN2204PDTR 22 22 476 30° 14 o O o O

@ Standard stock O need reservation
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MILLING TOOLS | Indexable Milling

Face Millling
S
TPNR D
ISO Milling insert i
| R 11
L
=
Dimension(mm) Coated g 3
T 2
Ordering Code
& R EI918 88 2/ 8/3|8|9/8|8F
LD | 3a | 2|9 I3 JF JIF| = & 3|2
= o <C <C o [aly = X X (9] T T = o
(©) O (©) (©) (@] O (©) (&) (O] (O O (©) (©) (&)
TPNR220424T 22 127 476 24 o O

@ Standard stock O need reservation
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Indexable Milling | MILLING TOOLS

Shoulder Milling

APMT/APGT

General application shoulder milling insert

S| o
[0
Dimension(mm) Coated g 3
g a
Ordering Code
n o n L (=] Ln L o n n n =
SRS S g 2l2e 29 25
L1 L2 S F1 d1 R § § § & o ¥ d ¥ ¥ « o 3
<C <C o o = X7 X (99) T I = o
O O 0 0 5 O O O 5 O O o
APMT1135PDER-PL 1083 6.16 35 192 28 08 e @ © o O [
= APMT1604PDER-PL 1626 9.26 476 2 46 08 @ @ O
APMT1135PDER-PM 1083 6.16 3.5 192 28 08 © @€ € O e o O o O
APMT1604PDER-PM  16.26 9.26 4.76 2 46 08 © € € O e o o o [ J
APMT113504R-PM 1083 6.16 35 192 28 04 [ ]
APMT160416R-PM 16.26 9.26 4.76 2 46 16 [
APMT113508-GM 1083 6.16 35 192 28 08 @)
APMT160410-GM 1626 9.26 4.76 2 46 1.0 [ ] O
APMT1135PDER-PR 1083 6.16 3.5 187 28 08 e e @€ O @ © O O
= APMT1604PDER-PR  16.26 9.26 4.76 2.2 46 08 © @€ € O e o o o O
APGT1135PDFR-AL 1083 6.16 35 192 28 08 [ J
APGT1604PDFR-AL 1626 926 476 2.2 46 0.8 [ J

(»

@ Standard stock O need reservation
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MILLING TOOLS |

Indexable Milling

APMT/APGT Series Breaker

General workpiece light cutting

workpiece medium cutting

General workpiece heavy

General workpiece heavy

cutting cutting
PL PM PR AL
) . ) . . Suitable on Al
Light cutting of low cutting High stability in most cases Suitable on roughing, good processing, sharp edge
force, good processing quality edge strength with polishing
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Shoulder Milling

Indexable Milling | MILLING TOOLS

W w
MEA190 T
[‘T L7 LS
Arbor - =
O g
a1 a1
Figl Fig2 Fig3
‘ Dia- ‘ Dimension(mm) ‘ Gauge ‘ ‘ ‘
Ordering Code " Teeth Apmax | N Coolant  Shape Stock
Mt T ebr edm W W T e
MEA190040R05A16AP11 40 5 40 16 40 104 63 09 APMT1135 X Figl [ J
MEA190050R06A22AP11 50 6 50 22 50 104 63 09 APMT1135 X Figl [
MEA190050R04A22AP16 50 4 50 22 50 104 63 14 APMT1604 X Figl [
MEA190063R05A22AP16 63 5 63 22 50 104 63 14 APMT1604 X Figl [
MEA190080R06A27AP16 80 6 80 27 50 124 7 14 APMT1604 X Figl [
MEA190100R07B32AP16 100 7 100 32 63 144 8 14 APMT1604 X Fig2 [ J
MEA190125R08B40AP16 125 8 125 40 63 164 9 14 APMT1604 X Fig2 O
MEA190160R10C40AP16 160 10 160 40 63 257 14 14 APMT1604 X Fig3 O
MEA190200R12C60AP16 200 12 200 60 63 257 14 14 APMT1604 X Fig3 O
MEA190250R14C60AP16 250 14 250 60 63 257 14 14 APMT1604 X Fig3 O

@ Standard stock O need reservation
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MILLING TOOLS | Indexable Milling

Face Millling

MEA190 =] :
. o[\ :
Straight shank umy
L
Figd
ia- Dimension(mm)
Ordering Code ‘ oI ‘ Teeth Apmax ‘ IGauge ‘Coolant‘ Shape ‘ Stock
- meter | ®D1  ddm L L - Insert | |
MEA190016R02P16AP11 16 2 16 16 120 40 9 APMT1135 X Fig4 [
MEA190016R02P16AP11L 16 2 16 16 170 40 9 APMT1135 X Figd [ )
MEA190020R02P20AP11 20 2 20 20 120 50 9 APMT1135 X Figd [
MEA190020R03P20AP11 20 3 20 20 120 50 9 APMT1135 X Fig4 [ )
MEA190025R03P25AP11 25 3 25 25 160 50 9 APMT1135 X Figd [ ]
MEA190025R04P25AP11 25 4 25 25 160 50 9 APMT1135 X Fig4 [ J
MEA190025R02P25AP16 25 2 25 25 160 50 14 APMT1604 X Fig4 [ ]
MEA190032R04P32AP11 32 4 32 32 160 80 9 APMT1135 X Fig4 [
MEA190032R03P32AP16 32 3 32 32 160 80 14 APMT1604 X Fig4 [
@ Standard stock O need reservation
Spare part chart
Partname Insert screw Insert screw wrench
Shape
Insert
Specification SI60M2.5X6.5-03509 TTO7P TT07T
APMT1135
Order code PSI60M025065-03509S PTTO7PQ PTTO7TQ
Specification SI60M4X8.9-05313 TT15P TT15T
APMT1604
Order code PSI60M040089-05313S PTT15PQ PTT15TQ
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Recommended cutting data

Indexable Milling

feed/edge (f2)

MILLING TOOLS

Cutting speed } ’ } }
Workpiece Hardness Grade &P nght(cLBJttmg Medlu?lc/lgutt'ng Heavy cutting (H)
Ve (m/min) PL/AL PM/AL PR/AL
GA4225
GA4230 180 0.1 0.15 02
<
Soft steel < HB180 GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
GA4225
Carbon steel, HB180-350 GA4230 150 0.1 0.15 0.2
alloy steel GP4225 (120-200) (0.05-0.15) (0.1-02) (0.1-0.25)
GP2115
GA4225
Pre harden HRC35.45 GA4230 150 0.1 0.15 02
steel GP4225 (120-200) (0.05-0.15) (0.1-02) (0.1-0.25)
GP2115
M ngé?rlﬁzs < GM2140 140 0.12 0.15 0.2
marertie) GS4130 (100-160) (0.1-02) (0.1-02) (0.1-03)
. GK4125 180 0.1 0.15 0.2
<
Grey cast iron < HB280 GK2115 (150-220) (0.05-0.15) (0.1-02) (0.1-0.25)
m Nodular cast
iron,vermicular < HB350 GK4125 120 0.1 0.15 0.2
graphite cast S GK2115 (100-180) (0.05-0.15) (0.1-02) (0.1-0.25)
iron
500 0.1 0.15 02
<
m CopperAlloys < HB260 GNIL25 (200-900) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Heat resistance HRC25-35 gaﬁ‘z% 60 0.1 0.1 0.15
alloy, Ti alloy 654130 (50-100) (0.05-0.15) (0.05-0.15) (0.1-0.2)
GH4115 80 0.08 0.10 0.12
m quenched steel  HRC48-55 GH4125 (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)
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MILLING TOOLS | Indexable Milling

Shoulder Milling

APKT/APET

Single face curved shoulder milling

S| o
@D
Dimension(mm) Coated 8 3
T o
Ordering Code
N O 1 1 9O 1 1 o 1n ! v =
E T I Y (R T o ) [ s ) (O e O
L1 L2 S F1 di R ¢ ¢« &§ & o ¥ & ¥ & o >
I X o o S X ¥ o T T zZ &
CENGCENGCERCERCERCERCERCERCENCENGENG]
APKT113504R-GL 1131 7 35 2 321 04 e @€ O O @ O O O
u APKT113508R-GL 11.31 7 3.5 2 32 08 e @€ O O e O O O
APKT113504R-GM 11.31 T 3.5 2 32 04 @ @€ O O e e e O O
APKT113508R-GM 11.31 T 35 2 32 08 e @€ O O e e o o O
APKT113532R-GM 10.16 T 344 36 321 32 O e O O O O O O
APKT160408R-GM 1696 94 52 257 421 08 e @€ O O e e e o O
APKT160412R-GM 1696 94 52 257 421 12 O €@ O O O O O O
APKT160416R-GM 1696 94 52 257 421 16 O O O O O O O O
APKT160432R-GM 15 94 52 257 421 32 O € O O O O O O
APKT113516R-GH 1131 T 3.5 2 321 16 O @ O O ® O O O
“ APKT160416R-GH 1696 94 52 257 421 16 O @ O O ® O O
APET113504R-NL 11.39 T 3.8 192 2 0.4 O
A APET160408R-NL 1541 944 492 264 421 08 O
—

@ Standard stock O need reservation
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APKT/APET Series Breaker

General workpiece light cutting

General workpiece medium
cutting

Indexable Milling |

General workpiece heavy cutting

MILLING TOOLS

Genenal application for
aluminium

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 TOOLS | Indexable Milling

Shoulder Milling

MEB190 A
- L} ez} zzA |}

Arbor - ) -
©F ok B
D1 o1
o1
Figl Fig2 Fig3
. ‘ Dia- ‘ Dimension(mm) ‘ Gauge ‘ ‘ ‘
Ordering Code Teeth Apmax | Coolant Shape Stock
| mete | ®1 ®Im  H W T | et T
MEB190040R05A16AP11 40 5 40 16 40 8.4 5.6 09 APKT1135 X Figl
MEB190050R07A22AP11 50 7 50 22 40 10.4 6.3 09 APKT1135 Figl

MEB190100R11B32AP11 100 11 100 32 63 14.4 8 09 APKT1135
MEB190125R11B40AP11 125 11 125 40 50 16.4 9 09 APKT1135
MEB190050R04A22AP16 50 4
MEB190063R05A22AP16 63 5
MEB190080R07A27AP16 80 7 80 27 50 124 7
MEB190100R08A32AP16 100 8 100 32 63 144 8 14 APKT1604 Figl
MEB190125R06B40AP16 125 6 125 10 63 164 9 14 APKT1604 X Fig2
9 9
9

J
J  Figl
J  Figl

50 22 4 104 63 14  APKTI604 v  Figl
J
J
J

63 22 40 10.4 6.3 14 APKT1604 Figl

14 APKT1604 Figl

MEB190125R09B40AP16 125 125 10 63 16.4 14 APKT1604 X Fig2
MEB190160R10C40AP16 160 10 160 10 63 l6.4 14 APKT1604 X Fig3
MEB190200R12C60AP16 200 12 200 60 63 25.7 13 14 APKT1604 X Fig3

O 0O @ @ &6 &6 6 6 O O 0 o

@ Standard stock O need reservation
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Indexable Milling | MILLING TOOLS

Shoulder Milling

MEB190 o] o E—
Side clamp type = L
Figd
el ‘ Dia- ‘ Dimension(mm) ‘ Gauge ‘ ‘ ‘
rdering Code Teeth Apmax Coolant Shape  Stock
‘ meter ‘ D1 ‘ ddm ‘ L ‘ L ‘ Insert ‘ ‘ ‘
MEB190016R02W16AP11 16 2 16 16 130 25 9 APKT1135 X Figd [ ]
MEB190016R02W16AP11L 16 2 16 16 200 82 9 APKT1135 X Figd [
MEB190020R02W20AP11 20 2 20 20 130 25 9 APKT1135 X Figd [ ]
MEB190020R03W20AP11 20 3 20 20 130 25 9 APKT1135 N Figd [ ]
MEB190020R03W20AP11L 20 3 20 20 200 82 9 APKT1135 v Figd [ ]
MEB190025R03W25AP11 25 3 25 25 130 30 9 APKT1135 N Figd [ ]
MEB190025R04W25AP11 25 4 25 25 130 30 9 APKT1135 v Figd [ J
MEB190025R02W25AP16 25 2 25 25 130 45 14 APKT1604 N Figd [ ]
MEB190025R02W25AP16L 25 2 25 25 200 89 14 APKT1604 v Figd [ ]
MEB190032R04W32AP11 32 4 32 32 130 45 9 APKT1135 v Figd [ ]
MEB190032R04W32AP11L 32 4 32 32 200 45 9 APKT1135 v Figd [ ]
MEB190032R03W32AP16 32 3 32 32 130 45 14 APKT1604 v Fig4 [ ]
MEB190032R03W32AP16L 32 3 32 32 200 54 14 APKT1604 v Fig4 [ ]

@ Standard stock O need reservation
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MILLING TOOLS | Indexable Milling

Face Millling

MHB190

Corn milling cutter body— Side clamp type

;
i

Figd
. Dia- Dimension(mm) Gauge
Ordering Code Teeth Apmax | Coolant  Shape Stock
meter D1 ‘ ddm ‘ L ‘ L nsert
MHB190032R02W32AP11 32 2/8 32 32 130 65 39.9 APKT1135 v Figb [
MHB190040R03W32AP11 40 3/12 40 32 130 66 39.9 APKT1135 v Figh [

@ Standard stock O need reservation
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Indexable Milling | MILLING TOOLS

Face Millling
Gdm
W
[
LIl ]
MHB190 a
L 0 =
Corn milling cutter body—Arbor 5
©)
9D1
Figo
ia- Dimension(mm)
Ordering Code ‘ 2i ‘ Teeth Apmax‘ IGauge ‘Coolant‘ Shape ‘Stock
‘ meter ‘ D1 ‘ odm ‘ H ‘ W ‘ T ‘ nsert ‘ ‘ ‘
MHB190050R04A22AP11 50 4/16 50 22 70 10.4 6.3 39.9 APKT1135 X Figb [ ]
MHB190063R05A27AP11 63 5/20 63 27 70 12.4 6.3 39.9 APKT1135 N Figb [ ]
MHB190050R03A22AP16 50 3/9 50 22 70 10.4 6.3 43 APKT1604 N Figb [ ]
MHB190063R04A27AP16 63 4/16 63 27 85 124 6.3 57 APKT1604 N Figb [ ]
MHB190080R05A32AP16 80 5/20 80 32 85 14.4 7 57 APKT1604 N Figb [ ]

@ Standard stock O need reservation

Spare part chart

Partname Insert screw Insert screw wrench
4
Shape \
/|
Insert
Specification SI60M3.0X7.2-04210 TTO9P --
APKT1135
Order code PSI60M030072-04210S PTT09PQ -
Specification SI60M3.5X8-05314 TT15P TT15T
APKT1604
Order code PSI60M035080-05314S PTT15PQ PTT15TQ
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MILLING TOOLS |

Indexable Milling

Recommended cutting data

feed/edge (f2)

Cutting speed i i i i
Workpiece Hardness Grade &P nght(cLL)Jttlng Medlu?lc/lguttmg Heavy cutting (H)
Ve (m/min) GL/NL GM/NL GH/NL
GA4225
Soft steel < HB180 GA4230 180 0.1 0.15 0.2
= GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
GA4225
Carbon steel, HB180-350 GA4230 150 0.1 0.15 0.2
alloy steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
GA4225
Pre harden HRC35-45 GA4230 150 0.1 0.15 0.2
steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
Stainless
(ferrite, < HR270 GM2140 140 0.12 0.15 0.2
M martensite) = GS4130 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
. GK4125 180 0.1 0.15 0.2
<
Grey castiron < HB280 GK2115 (150-220) (0.05-0.15) (0.1-02) (0.1-0.25)
m Nodular cast
iron,vermicular < HB350 GK4125 120 0.1 0.15 0.2
graphite cast = GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
iron
500 0.1 0.15 0.2
<
m Copper Alloys < HB260 GN9125 (200-900) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Heat resistance HRC25-35 gl\%ﬁ% 60 0.1 0.1 0.15
alloy, Ti alloy 654130 (50-100) (0.05-0.15) (0.05-0.15) (0.1-0.2)
Quenched HRC48-55 GH4115 80 0.08 0.10 0.12
steel GH4125 (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)
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Indexable Milling | MILLING TOOLS

Shoulder Milling

ANKX -

ANKX four curved edge shoulder Milling insert =l - s EF
T
L2
= 9
Dimension (mm) Coated g 3
g 2
Ordering Code
e S FRIE S A -
b L s a4 R § § § & 8 ¥ 8 § ¥ ¥ &3 g
<C <C o o = X X ) T T = o
(©)] (©) O O O (©) (©) O (&) (©] (©)] O
ANKX120704R-GL 12 10 8 46 04 © @ O O O e @ O
ANKX160708R-GL 16 112 79 52 08 © ®@ O O O e @ O
ANKX120708R-GM 12 10 8 46 08 @€ @ O O O e @ O O
ANKX160708R-GM 16 112 79 52 08 ©€ ®@ O O O ® @ O o)
ANKX160716R-GM 16 112 79 52 16 O @ O O O e @ O O
ANKX160716R-GH 16 112 79 52 16 O @ O O e o O o

@ Standard stock O need reservation
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MILLING TOOLS | Indexable Milling

ANKX Series Breaker

General workpiece light cutting

General workpiece medium cutting

General workpiece heavy cutting

GL

Light cutting of low cutting force, good
processing quality

High stability in most cases

Suitable on roughing, good edge strength

082 _ GESAC



Indexable Milling | MILLING TOOLS

Shoulder Milling

MEC190 5 o
A S vonlll A zemil
Arbor - ) -
©F ®|s £l
on o0 oDt
Figl Fig2 Fig3
Ordering Code ‘ DI ‘ Teeth Dimension(mim) Apmax‘ G ‘Coolant‘ Shape ‘Stock
‘ meter ‘ D1 ‘ odm ‘ H ‘ w ‘ T ‘ Insert ‘ ‘ ‘
MEC190050R04A22AN12 50 4 50 22 40 104 63 09 ANKX1207 X Figl [ ]
MEC190063R05A22AN12 63 5 63 22 40 104 63 09 ANKX1207 v Figl ([ ]
MEC190050R04A22AN16 50 4 50 22 40 104 63 14 ANKX1607 v Figl [ ]
MEC190063R05A22AN16 63 5 63 22 40 104 6.3 14 ANKX1607 v Figl [ ]
MEC190080R05A27AN16 80 5 80 27 50 124 7 14 ANKX1607 v Figl [ ]
MEC190080R06A27AN16 80 6 80 27 50 12.4 7 14 ANKX1607 v Figl [ ]
MEC190100R07B32AN16 100 7 100 32 50 14.4 8 14 ANKX1607 X Fig2 [ ]
MEC190100R08B32AN16 100 8 100 32 50 14.4 8 14 ANKX1607 X Fig2 [ ]
MEC190125R10B40AN16 125 10 125 40 63 16.4 9 14 ANKX1607 X Fig2 [ ]
MEC190160R12C40AN16 160 12 160 40 63 16.4 9 14 ANKX1607 X Fig3 @)
MEC190200R14C60AN16 200 14 200 60 63 257 14 14 ANKX1607 X Fig3 (@)

@ Standard stock O need reservation
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Shoulder Milling

MEC190 :
s - 2 B
Side clamp [N
o]
L1
L
Figd
ia- Dimension(mm
Ordering Code ‘ o) ‘ Teeth (mm) Apmax ‘ lGauge ‘ Coolant ‘Shape‘ Stock
‘ meter ‘ D1 ‘ gl ‘ L ‘ L ‘ nsert ‘ ‘ ‘
MEC190032R02W32AN12 32 2 32 32 130 40 9 ANKX1207 X Figd [
MEC190040R03W32AN12 40 3 40 32 130 40 9 ANKX1207 v Fig4 O
MEC190032R02W32AN16 32 2 32 32 130 40 14 ANKX1607 X Figd [ J
MEC190032R02W32AN16L 32 2 32 32 200 50 14 ANKX1607 X Fig4 [
MEC190032R03W32AN16 32 3 32 32 130 40 14 ANKX1607 X Figd [
MEC190032R03W32AN16L 32 3 32 32 200 50 14 ANKX1607 X Fig4 [
MEC190040R03W32AN16 40 3 40 32 130 50 14 ANKX1607 v Fig4 [ ]

@ Standard stock O need reservation
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Shoulder Milling

MHC190 : 0Qg:
. . [OS-ncIAN G
Corn milling cutter body—Side clamp w |
L1
L
Figh
ia- Dimension(mm)
Ordering Code oI Teeth Apmax Crugs Coolant Shape Stock
meter ®D1  ddm L Ly Insert
MHC190040R02W32AN12 40 2/8 40 32 130 66 43 ANKX1207 N Figh [ ]

@ Standard stock O need reservation

MHC190

Corn milling cutter body—Arbor

Figb
Ordering Code ‘ biE- ‘ Teeth PG ) Apmax ‘ Caluge ‘Coolant‘ Shape ‘Stock
‘ meter ‘ D1 ‘ odm ‘ H ‘ W ‘ T ‘ Insert ‘ ‘ ‘

MHC190050R03A22AN12 50 3/12 50 22 70 10.4 6.3 43 ANKX1207 N Figb [ ]
MHC190063R04A27AN12 63 4/16 63 27 70 12.4 6.3 43 ANKX1207 N Figb [ ]
MHC190050R03A22AN16 50 3/9 50 22 70 10.4 6.3 43 ANKX1607 v Figb [ ]
MHC190063R04A27AN16 63 4/12 63 27 85 12.4 6.3 57 ANKX1607 v Figb [
MHC190080R05A32AN16 80 5/15 80 32 85 14.4 7 57 ANKX1607 v Figb [ ]

@ Standard stock O need reservation
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Spare Part Chart

Partname Insert Screw Insert Screw Wrench
Shape
Insert
Specification SI60M3.5X12-05314 TT15P -
ANKX1207
Order code PSI60M035120-05314S PTT15PQ -
Specification SI60M4.5X12-06412 TT20P TT20T
ANKX1607
Order code PSI60M045120-06412S PTT20PQ PTT20TQ

Recommended cutting data

Feed/edge (fz)
Cutting speed i i i i
Workpiece Hardness Grade &sp nght(cslttmg Medluzc/l)cutt'”g Heavy cutting (H)
Ve (m/min) GL GM GH
GA4225
GA4230 180 0.1 0.15 0.2
<
Soft Steel < HB180 GP4225 (150-220) (0.05-0.15) (0.1:02) (0.1:0.25)
GP2115
GA4225
n Carbon steel, HB180-350 GA4230 150 0.1 0.15 0.2
alloy steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
GA4225
Pre harden HRC35-45 GA4230 150 0.1 0.15 0.2
steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
St(?ér;:ftses R GM2140 140 0.12 015 02
ot = GS4130 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
M martensite)
Stainless
> 120 0.12 0.15 0.2
<
(Austente, HB210 GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
diphasic)
. GK4125 180 0.1 0.14 0.2
<
Grey castiron < HB280 GK2115 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
m Nodular cast
iron,vermicular < HB350 GK4125 120 0.1 0.14 0.2
graphite cast = GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
iron
Heat resistance HRC25-35 g%ﬁ% 60 0.1 0.1 0.15
alloy, Ti alloy GS4130 (50-100) (0.05-0.15) (0.05-0.15) (0.1-0.2)
Quenched HRC48-55 GH4115 80 0.08 0.14 0.12
steel GH4125 (60-120) (0.05-0.15) (0.1-0.2)) (0.08-0.20)
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Shoulder Milling

WNGU

Double face six edge shoulder milling

A s

S @

. . (0]

Dimension (mm) Coated g 3

Z o

Ordering Code a o w w Rl n e m m e =

ET G N i Y S e (N s R R I

D di S T R S ¥ ¥ & ¥ O F ¥ o 3

Il Xlalal=s |l =z

Ol ©0lo G|lulo|lo|lo|lo| ol
WNGU040304-GM 6.7 3.25 33 3.96 0.4 e 6 O O e & O
WNGU040308-GM 6.7 3.25 33 3.96 0.8 ® €6 O O e & O
WNGU080608-GM 1248 46 6.45 7.9 0.8 [ J O O e O
WNGU080608-GH 1248 46 6.45 7.9 0.8 ® 6 O O e & O

@ Standard stock O need reservation
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WNGU Series Breaker

General workpiece medium cutting

General workpiece heavy cutting

High stability in most cases

Suitable on roughing, good edge strength
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Shoulder Milling

MEE190
| - 1
¥
Arbor -
(=) 0%\
D1 ‘
Figl Fig2 Fig3
Ordering Code ‘ métér ‘ Teeth v ‘ q)z:ensi:n(mm)w ‘ T Apmax ?r?si%f Coolant Shape Stock

MEE190050R04A22WN08 50 4 50 22 40 104 63 7.5 WNGU0806 X Figl
MEE190050R05A22WN08 50 5 50 22 40 104 63 7.5 WNGU0806 X Figl
MEE190063R06A22WN08 63 6 63 22 40 104 63 75  WNGUO0806 X Figl

7

8

7

MEE190080R07A27WNO8 80 80 27 50 12.4 7 7.5 WNGUO0806 X Figl
MEE190100R08B32WNO08 100 100 32 50 14.4 8 7.5 WNGUO0806 X Fig2
MEE190125R07B40WN08 125 125 40 63 16.4 9 7.5 WNGUO0806 X Fig2
9
9

MEE190125R11B40WNO8 125 11 125 40 63 16.4 7.5  WNGUO0806 X Fig2
MEE190160R12C40WNO8 160 12 160 40 63 16.4 75  WNGUO0806 X Fig3
MEE190200R16C60WNO8 200 16 200 60 63 257 14 75  WNGUO0806 X Fig3

@ Standard stock O need reservation
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Shoulder Milling

MEE190 —

o1
Gdn

Cylindrical straight shank S L
Figd
Ordering Cod o Teeth RIS D A oo ‘c l t‘ sh ‘St k
glLoae ‘ meter ‘ ee ®D1 ‘ odm ‘ L ‘ L pmax‘ Insert ‘ oolan ‘ ape ‘ oC
MEE190020R03P20WN04 20 3 20 20 150 30 4 WNGU0403 J  Figh @
MEE190025R04P25WN04 25 4 25 25 1710 30 4 WNGU0403 J  Figh @
MEE190032R05P32WN04 32 5 2 32 195 30 4 WNGU0403 J  Figh @
MEE190035R05P32WNO4 35 5 3% 32 195 30 4 WNGU0403 J  Figh @
MEE190040R06P32WN04 40 6 40 32 195 30 4 WNGU0403 J  Figh @
MEE190040R03P32WNO8 40 3 40 32 160 60 75  WNGUOS0G x  Figd @

@ Standard stock O need reservation
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Spare Part Chart

Partname Insert Screw Insert Screw Wrench
Shape
Insert
Specification SI60M2.5X6.5-036101 TTO8P -
WNGU0403
Order code PSI60M025065-036101S PTTO8PB -
Specification SI60M4.0X11-05510I TT15P TT15T
WNGU0806
Order code PSI60M040110-055101S PTT15PB PTT15TB

Recommended Cutting Data

Feed/edge (fz)
Cutting speed i i
Workpiece Hardness Grade Medmg:/l)cuttmg Heavy cutting (H)
Ve (m/min) GM GH
GA4225
Soft Steel GA4230 180 0.15 0.2
<
HB180 GP4225 (150-220) 0.1-0.2) (0.1-0.25)
GP2115
GA4225
Carbon steel, alloy GA4230 150 0.15 0.2
n steel HB180-350 GP4225 (120-200) (0.1:02) (0.1:0.25)
GP2115
GA4225
GA4230 150 0.15 0.2
Pre harden steel HRC35-45 GP4225 (120-200) (0.1-0.2) (0.1-0.25)
GP2115
Stainless  (ferrite, <70 e 140 015 02
martensite) GM2140 (100-160) (0.1-0.2) (0.1-0.3)
Stainless
(Austenite, . e 120 0.15 02
diphasic) GM2140 (100-160) (0.1-0.2) (0.1-0.3)
GA4230
) 180 0.15 0.2
Grey castiron < HB280 GK4125
m GK2115 (150-220) (0.1-0.2) (0.1-0.25)
Nodular cast GA4230
. . 120 0.15 0.2
iron,vermicular < HB350 GK4125
graphite castiron GK2115 (100-180) (0.1-02) (0.1-0.25)
B Heat resistance HRC25-35 ga‘;ﬁ% 60 0.1 0.1
alloy, Ti alloy 654130 (50-100) (0.05-0.15) (0.05-0.15)
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Shoulder Milling

SDKT

Single face four edge shoulder milling

di

Sl o

@D

Dimension(mm) Coated g 3

g o

Order Code TN © oo S - B

§ 8 3§ 2 EREhEl & e ey =

L1 L2 S F1 d1 R ¥ §¥£ ¢ & o ¥ &8 ¥ & o 3

I X A A S X xXx OO T T zZ &

O O 0 © 5 © O O O L o6 6
SDKTI4T3PEER-GL 1392 1392 396 25 4.1 08 @€ @€ O e o o o o @]
SDKT14T3PEER-GM 13.92 1392 39 25 41 0.8 e O e o e o O
SDKTI4T3PEER-GH 1392 1392 396 25 4.1 0.8 ® O O O O O O @]

@ Standard stock O need reservation
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SDKT Series Breaker

General workpiece light cutting General workpiece medium cutting General workpiece heavy cutting

Light cutting of low cutting force, good

processing quality High stability in most cases Suitable on roughing, good edge strength
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Shoulder Milling

MES190

i -pZZEfT
Arbor ' ] % .
o| & oH
‘ o ‘ T on:
Fig2 Fig3
O Dia- Dimension(mm) Gauge
rdering Code meter Teeth oo1 | odm y W T Apmax Insert Coolant Shape Stock
MES190050R04A225D14 50 4 50 22 40 10.4 6.3 10 SDKT14 v Figl [ J
MES190050R05A22SD14 50 5 50 22 40 10.4 6.3 10 SDKT14 v Figl [
MES190063R05A22SD14 63 5 63 22 40 10.4 6.3 10 SDKT14 N Figl [
MES190063R06A22SD14 63 6 63 22 40 10.4 6.3 10 SDKT14 N Figl [
MES190080R06A27SD14 80 6 80 27 50 12.4 7 10 SDKT14 N Figl [ J
MES190080R08A27SD14 80 8 80 27 50 12.4 7 10 SDKT14 N Figl [ J
MES190100R07B32SD14 100 7 100 32 50 14.4 8 10 SDKT14 X Fig2 [
MES190100R08B32SD14 100 8 100 32 50 14.4 8 10 SDKT14 X Fig2 [
MES190125R08B40SD14 125 8 125 40 63 16.4 9 10 SDKT14 X Fig3 [ )
MES190125R10B40SD14 125 10 125 40 63 16.4 9 10 SDKT14 X Fig3 [
MES190160R08C40SD14 160 8 160 40 63 16.4 9 10 SDKT14 X Fig3 O
MES190160R12C40SD14 160 12 160 40 63 16.4 9 10 SDKT14 X Fig3 [
MES190200R10C60SD14 200 10 200 60 63 25.7 14 10 SDKT14 X Fig3 O
MES190200R16C60SD14 200 16 200 60 63 25.7 14 10 SDKT14 X Fig3 [
MES190250R12C60SD14 250 12 250 60 63 25.7 14 10 SDKT14 X Fig3 O
MES190250R18C60SD14 250 18 250 60 63 25.7 14 10 SDKT14 X Fig3 O
MES190315R15D60SD14 315 15 315 60 80 25.7 14 10 SDKT14 X Fig3 O
MES190315R24D60SD14 315 24 315 60 80 25.7 14 10 SDKT14 X Fig3 O

@ Standard stock O need reservation
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Shoulder Milling

Figs
MES190 .
Cylindrical straight shank /Side clamp — o
Figs H = 3;::7:1[:::::7:::::14;51
Ordering Code ‘ Dia ‘ Teeth PiETon i) Apmax ‘ Callige ‘Coolant‘ Shape ‘ Stock
®D1  bdm L L1 Insert
MES190040R03P20SD14 40 03 40 20 120 40 10 SDKT14 N Fig4 [ J
MES190040R03W32SD14 40 03 40 32 160 40 10 SDKT14 v Figs [ ]
MES190040R04W32SD14 40 04 40 32 120 40 10 SDKT14 N Figh [ ]
MES190050R04W32SD14 50 04 50 32 120 50 10 SDKT14 v Figh [ ]
MES190050R05W32SD14 50 05 50 32 160 50 10 SDKT14 v Figh [ ]

@ Standard stock O need reservation
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Spare Part Chart

Partname Insert Screw Insert Screw Wrench
Shape
Insert
Specification SI60M3.5X10-05018I TI15P TI15T
SDKT14*
Order code PSI60M035100-05018IS TI15PB TII5TB

Recommended Cutting Data

Feed/edge (fz)
Cutting speed i i i i
Workpiece Hardness Grade &SP nght(cLBJttmg Medluzc/l)cut“”g Heavy cutting (H)
Ve (m/min) GL GM GH
GA4225
180 0.1 0.15 0.2
Soft Steel < HB180 GA4230
GPa25 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Carbonsteel, oo oo e 150 0.1 0.5 02
alloy steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Pre harden HRC35-45 gﬁg%g 150 0.1 0.15 0.2
steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Stainless
(ferrite, < HB70 e 140 0.12 015 02
martensite) GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
Stainless
(Austenite, < HB270 gﬁg%g 120 0.12 0.15 0.2
diphasic) GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
GA4230
. 180 0.1 0.15 0.2
<
Grey castiron HB280 o (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
m Nodular cast GA4230
iron,vermicular < HB350 GKA125 120 0.1 0.15 0.2
graphite cast = GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
iron
Heat resistance HRC25-35 gmﬁ% 60 0.1 0.1 0.15
alloy, Ti alloy GS4130 (50-100) (0.05-0.15) (0.05-0.15) (0.1-0.2)
Quenched 80 0.08 0.10 0.12
m steel HRC48-55 GA4230 (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)
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Shoulder Milling

XPHT

General application shoulder milling insert

Indexable Milling | MILLING TOOLS

dl

S| o
[0)
Dimension(mm) Coated g 3
z | o
Ordering Code
: 9188258458388 E
b s R R 288238331128
(©) (©)] (©) (©) O (©) (©) O (©) (©] O O
XPHT160808T 156 953 476 2 4.65 0.8 O
XPHT160412T 156 953 476 2 4.65 1.2 O

@ Standard stock O need reservation

GESAC _ 097




MILLING TOOLS | Indexable Milling

Profile Milling

RD @)

Profile Milling Bade

B\

T
di

._‘
5
/»70\

|

D S
= 2
Dimension(mm) Coated % %
Ordering Code mle v ol olalololwluw!lwl=
o | s | & PSEPENEEN S 5| 5155 5|58
35 8:%832833% 3 ¢&
RDET0803MO0-BL 8 3.18 2.94 @) O (@) O
RDET10T3MO-BL 10 3.97 4.4 O [ O O
RDET1204MO0-BL 12 4.76 4.4 O [ @) O
RDET1604MO0-BL 16 4.76 55 O [ O O
RDET0802M0-GM 8 2.38 2.94 [ ] O @) O
RDET0803M0-GM 8 3.18 2.94 O O O O
RDET10T3MO0-GM 10 3.97 4.4 [ [ O O O
RDET1204M0-GM 12 4.76 4.4 [ [ J O O O
RDET1604M0-GM 16 4.76 5.5 @) [ J [ ] O
I RDET1204M0T-MM 12 4.76 4.4 O @] [ ] @]
RDEW0501MO0 5 151 2.2 ® o O O @)
RDEWQ0702M0O 7 2.38 2.8 [ J [ J ([ O
RDEW1003MO 10 3.18 4.4 O O O
RDEWO702MOT 7 2.38 2.8 O [ O O
RDEW0803MOT 8 3.18 2.94 [ ] O [ ]
RDEW10T3MOT 10 3.97 4.4 [ ] [ [
RDEW1204MOT 12 4.76 4.4 [ [ [ ] O @)
RDEW1604MOT 16 4.76 5 O [ [ O @)
RDEW12T3MOT-BM 12 3.97 4.4 @) O @)
° RDEW1204MOT-BM 12 4.76 4.4 O [ O

@ Standard stock O need reservation
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Profile Milling

RD

Profile Milling Bade

Indexable Milling | MILLING TOOLS

2
T

D S
= Q
Dimension(mm) Coated % %
Ordering Code

n o L0 n o L n o L (Yo} wn =
QY2 319 2132 2|33 5
D S di S § ¥ & o ¥ & I S = o 3z
<C <C o o > X X ) T I = o
o le | o &s|o|luo|olo|lo|ole
RDMT10T3MO-GM 10 3.97 4.4 [ J [ J [ J O O O O [ J O [
RDMT1204M0-GM 12 4.76 4.4 O [ J
RDMW1204MOT-BM 12 4.76 4.4 [ J [ J [ J [ J O O O [

RDMW1605MO0T-BM 16 5.56 55 [ J [ J [ J O
RDMW10T3MOT 10 3.97 4.4 [} [ J [ J O O O O [
RDMW1604MOT 16 4.76 55 [} [ J O O O O [

@ Standard stock O need reservation
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RD Series Breaker

General workpiece light cutting

Indexable Milling

General workpiece medium
cutting

General workpiece heavy cutting

None

BL

Big rake angle design,
sharp edge

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

Flat design, better edge strength
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Profile Milling

MPA100

Arbor
Fig2
Ordering Code ‘ D ‘ Teeth DEro ) Apmax‘ Galge ‘Coolant‘ Shape ‘ Stock
‘ meter ‘ D1 ‘ odm ‘ H ‘ W ‘ T ‘ Insert ‘ ‘ ‘
MPA100040R05A16RD08 40 5 40 16 40 8.4 6.3 4 RD**0803 X Figl [ J
MPA100050R04A22RD10 50 4 50 22 50 10.4 6.3 5 RD**10T3 X Figl [
MPA100050R04A22RD12 50 4 50 22 50 10.4 6.3 6 RD**1204 X Figl [
MPA100050R05A22RD12 50 5 50 22 50 10.4 6.3 6 RD**1204 X Figl [
MPA100063R05A22RD12 63 5 63 22 50 10.4 6.3 6 RD**1204 X Figl [
MPA100063R04A22RD16 63 4 63 22 40 10.4 6.3 8 RD**1604 X Figl [ J
MPA100080R05A27RD16 80 5 80 27 50 12.4 7 8 RD**1604 X Figl [
MPA100100R06B32RD16 100 6 100 32 50 14.4 9 8 RD**1604 X Fig2 [
MPA100125R07B40RD16 125 T 125 40 63 16.4 9 8 RD**1604 X Fig2 O

@ Standard stock O need reservation
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Profile Milling

MPA100

Cylindrical straight shank

Qdn

- W
ap L
L

. ‘ e ‘ Dimension(mm) ‘ Gauge ‘

Ordering Code ‘ meter Teeth opL | ddm . L Apmax Insert Coolant Shape Stock
MPA100010R02P16RD05 10 2 10 16 120 40 2.5 RD**0501 X Fig3 [ ]
MPA100012R02P16RD05 12 2 12 16 120 40 2.5 RD**0501 X Fig3 [ ]
MPA100016R02P16RDOT 16 2 16 16 160 60 35 RD**0702 X Fig3 [ J
MPA100017R02P16RD08 17 2 17 16 160 60 4 RD**0803 X Fig4 ©)
MPA100020R02P20RD08 20 2 20 20 160 60 4 RD**0803 x Fig3 [ ]
MPA100020R02P20RD10 20 2 20 20 160 50 5 RD**10T3 X Fig3 [ ]
MPA100025R02P20RD10 25 2 25 20 160 50 5 RD**10T3 X Fig4 [ ]
MPA100032R02P32RD12 32 2 32 32 200 80 6 RD**1204 X Fig3 @)
MPA100032R03P32RD12S 32 3 32 32 160 50 6 RD**1204 X Fig3 O
MPA100032R02P32RD16 32 3 32 32 200 80 8 RD**1604 X Fig3 O
MPA100035R02P32RD16 35 2 35 32 200 80 8 RD**1604 X Figd @)

@ Standard stock O need reservation
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Profile Milling

RP Y

Profile Milling Bade

11°

T

S @

. . 3 ®

Dimension(mm) Coated S 3

T | &

Ordering Code

e} o L n = [Te] n o L [Te] o) =

S T § I EEERRREl @ (N=l Sl =

D S di S £« ¥ & o ¥ &8 3 S X o 93

< X 4o o = x x o T T zZ &

®oleloe|loe 6|lo|lolo |l oo olo
RPET1003M0-GL 10 3.18 4.4 @] O O O
RPET1204M0-GL 12 476 4.4 O O O O
RPET08T2MO0-GM 8 2.78 2.94 [ J O [} O
RPET1003M0T-GM 10 3.18 4.4 O O O O O
RPET1204M0-GM 12 476 4.4 [ ] O O O O
RPET1204M0T-GM 12 476 4.4 O [ J O O O O
RPET1606M0T-GM 16 6.35 55 @] [ J O o
RPET1606M0-SM 16 6.35 55 o O o O O

RPET1606MOT-GH 16 635 55 o e O

RPEWO08T2MO 8 2718 294 O O O
RPEW1003MO 10 318 4.4 o e O
RPEW10T3MO 10 397 4.4 (@) (@)
RPEW1003MOT 10 318 4.4 e o o
RPEW1204MOT 12 476 4.4 o O O

000000

@ Standard stock O need reservation
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Profile Milling

RP

Profile Milling Bade

11°

T

pajeooun
PUL)

Dimension(mm) Coated
Ordering Code
9 8 8§39 % 8/ 383/ 8 8|8
D s & ¢ ¢ ¢ & ¥ § 8 F F F 3 Z
< < a a = X 4 %) T T =z st
|6 ol G|luo|luo|lo olo| oo
RPMT10T3MO-GM 10 397 44 @ [ [ J [
RPMT1003M0T-GM 10 318 44 @ [ ] O [} [ O O [ [}
RPMT1204M0-GM 12 476 44 @ [ [ J O O [} O [ ) O O [}
RPMW1003MOT 10 318 44 @ [ ] [ J O @] O O [}
RPMW1204MO0T 12 476 44 @ [ J [ J O O O [ J
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RP Series Breaker

General workpiece light cutting

General workpiece medium
cutting

Indexable Milling | MILLING TOOLS

General workpiece heavy cutting

None

GL

GM

GH

Big rake angle, sharper edge

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

Small rake angle, flat design, high edge strength
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Profile Milling

MPB100

Arbor
Figl Fig2
Ordering Code ‘ olf- ‘ Teeth Dimension(m) Apmax‘ s ‘ Coolant ‘ Shape ‘ Stock
‘ meter ‘ D1 ‘ i ‘ H ‘ W ‘ T ‘ Insert ‘ ‘ ‘
MPB100040R05A16RP08 40 5 40 16 40 8.4 6.3 4 RP**08T2 X Figl O
MPB100040R04A16RP10 40 4 40 16 40 8.4 6.3 5 RP**1003 X Figl O
MPB100050R04A22RP10 50 4 50 22 50 104 63 5 RP**1003 X Figl O
MPB100050R04A22RP12 50 4 50 22 50 104 63 6 RP**1204 X Figl (]
MPB100063R05A22RP12 63 5 63 22 50 104 63 6 RP**1204 x Figl (]
MPB100063R04A22RP16 63 4 63 22 40 104 63 8 RP**1606 x Figl O
MPB100080R06A27RP16 80 6 80 27 50 124 7 8 RP**1606 x Fig2 O
MPB100100R07B32RP16 100 7 100 32 50 144 8 8 RP**1606 X Fig2 [ J
MPB100125R08B40RP16 125 8 125 40 63 164 9 8 RP**1606 X Fig2 [

@ Standard stock O need reservation
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Profile Milling
Fig3 ) s
MPB100 L
Cylindrical straight shank
Figd : E
Ordering Code ‘ DI ‘ Teeth Dimension(mm) Apmax‘ Gl Coolant‘ Shape Stock
‘ meter ‘ D1 ‘ odm ‘ L ‘ L1 ‘ Insert ‘
MPB100016R02P16RP08S 16 2 16 16 120 40 4 RP**08T2 X Fig3 O
MPB100016R02P16RP08 16 2 16 16 160 60 4 RP**08T2 X Fig3 O
MPB100020R02P20RP08 20 2 20 20 160 60 4 RP**08T2 X Fig3 O
MPB100025R03P25RP08 25 3 25 25 160 60 4 RP**08T2 X Fig3 O
MPB100020R02P20RP10 20 2 20 20 160 50 5 RP**1003 X Fig3 O
MPB100025R02P20RP10 25 2 25 20 160 50 5 RP**1003 X Figd [
MPB100025R02P20RP10L 25 2 25 20 200 50 5 RP**1003 X Figd O
MPB100025R02P25RP12 25 2 25 25 160 50 6 RP**1204 X Fig3 [ J
MPB100032R02P25RP12 32 2 32 25 160 50 6 RP**1204 X Figd [
MPB100032R02P25RP12L 32 2 32 25 200 60 6 RP**1204 X Figd [
MPB100032R03P25RP12 32 3 32 25 160 50 6 RP**1204 X Figd O
MPB100040R02P32RP16 40 2 40 32 200 80 8 RP**1606 X Fig.4 O

@ Standard stock O need reservation
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Profile Milling

RC (70

Profile Milling Bade

NN

==

pateoou
SENNIED)

Dimension(mm) Coated
Ordering Code
L0 o L0 L0 (=) L0 L0 o 79} L0 L0 =
AERENEN S S 2 g2 S DS
D S di S ¥ ¢ & o ¥ 4O ¥ ¥ = o 3
X < a o = x x o T T zZ &
o lo ol o|lo|lo|lolo|lo| oG
° RCET10T3MO-EM 10 3.97 4.4 [ J @] O O [ ] [ ]
RCET1204M0-EM 12 4.76 4 O [ J O O O [}
RCET1606M0-EM 16 6.35 55 @) O O [} O O O
RCET2006M0-EM 20 6.35 6.5 [ J O
c RCET1204M0-MM 12 4.76 4 [ J @] O O @] [ ]
RCET1204M0-KM 12 4.76 4 O
° RCET1606M0-KM 16 6.35 55 O
RCET1204MOT-EH 12 4.76 4.4 O O O
RCET1606MOT-EH 16 6.35 55 [ J [ J [ J O O
RCET2006MOT-EH 20 6.35 6.5 O
’ RCET1606MOT-KH 16 6.35 55 O O

@ Standard stock O need reservation
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RC Series Breaker

General workpiece medium cutting

Indexable Milling | MILLING TOOLS

General workpiece heavy cutting

Double rake angle design, has good strength and sharpness

Small rake angle and chamfer design, higher edge strength
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Profile Milling

M P C 1 O O -7

Arbor

Fig2
. ‘ Dia- ‘ Dimension(mm) ‘ Gauge ‘ ‘ ‘
rdering Code Teeth Apmax Coolant Shape Stock
‘ meter ‘ D1 ‘ ol ‘ H ‘ W ‘ T ‘ Insert ‘ ‘ ‘

MPC100050R04A22RC12 50 4 50 22 50 104 63 6 RC**1204 X Figl O
MPC100050R05A22RC12 50 5 50 22 50 104 63 6 RC**1204 X Figl [
MPC100063R04A22RC12 63 4 63 22 50 10.4 6.3 6 RC**1204 X Figl O
MPC100063R05A22RC12 63 5 63 22 50 104 63 6 RC**1204 X Figl O
MPC100063R06A22RC12 63 6 63 22 50 104 63 6 RC**1204 X Figl O
MPC100080R06A27RC12 80 6 80 27 50 12.4 7 6 RC**1204 X Figl O
MPC100063R04A22RC16 63 4 63 22 50 104 63 8 RC**1606 X Figl [
MPC100063R05A22RC16 63 5 63 22 50 104 63 8 RC**1606 X Figl O
MPC100080R05A27RC16 80 5 80 27 50 12.4 7 8 RC**1606 X Figl O
MPC100080R06A27RC16 80 6 80 27 50 12.4 7 8 RC**1606 X Figl [
MPC100100R06B32RC16 100 6 100 32 50 14.4 8 8 RC**1606 X Fig2 O
MPC100100R06B32RC20 100 6 100 32 50 14.4 8 10 RC**2006 X Fig2 [
MPC100125R07B40RC20 125 7 125 40 63 14.4 8 10 RC**2006 X Fig2 O
MPC100100R06B32RC20 100 6 100 32 50 14.4 8 10 RC**2006 X Fig2 O
MPC100125R07B32RC20 125 7 125 32 63 144 8 10 RC**2006 X Fig2 O
MPC100160R08B40RC20 160 8 160 40 63 14.4 8 10 RC**2006 X Fig2 O

@ Standard stock O need reservation
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Profile Milling

MPC100 i E—

Odn

ap
Cylindrical straight shank . L
Fig3
Ordering Code ‘ Sl ‘ Teeth Dimension(mm) A max‘ Cage ‘Coolant‘ Shape ‘ Stock
& ‘ meter ‘ D1 ‘ vl ‘ L ‘ L P ‘ Insert ‘ ‘ P ‘
MPC100020R02P20RC10 20 2 20 20 160 50 5 RC**10T3 X Fig3 O
MPC100025R02P20RC10 25 2 25 20 160 50 5 RC**10T3 X Fig3 O
MPC100032R02P25RC12 32 2 32 25 200 50 6 RC**1204 X Fig3 O
MPC100040R03P32RC12 40 3 40 32 200 50 6 RC**1204 X Fig3 [ J

@ Standard stock O need reservation
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Spare Part Chart

Indexable Milling

Partname Insert Screw Wrench Insert Screw Insert Screw Wrench
%
Shape \
Insert =
RO™05 Specification - - SI60M2X3.7-02806 TTO6P -
Order code - - PSI60M020037-028065 PTTO6PQ -
RO™07 Specification = = SI60M2.5X5-03509 TTO8P
Order code - -~ PSI60M025050-03509S PTTO8PQ
RD*0s  Specification = = SI60M2.5X6.5-03509 TTO8P =
RP**08 Order code - - PSI60M025065-03509S PTTOSPQ -
RD**10  Specification  SI60M3.5X10-05510 CAX1 SI60M4X8.9-05313 TT15P =
RP™10 Ordercode  PSI60M035100-05510S ~ PCAXOIRQ | PSI60M040089-05313S PTT15PQ -

. Specification = = SI60M4X8.9-05313 TT15P =
R0 Order code - - PSI60M040089-05313S PTT15PQ -
RD**1)  Specification  SIB0M3.5X12-05314 CAX2 SI60M4X8.9-05313 TT15P =
RP*™12 Ordercode  PSI60M035120-05314S  PCAX02RQ | PSI60M040089-05313S PTT15PQ -
I Specification = = SI60M3.5X8-05314 TT15P =

Order code - - PSI60M035080-05314S PTT15PQ -
RD**16 Specification = - SI60M5X10.8-07209 TT20P TT20T
RP™16/RC™16  Order code - - PSI60M050108-07209S PTT20PQ PTT20TQ
RC*20 Specification - - SI60M6X16-08509 - TT25T
Order code - - PSI60M060160-08509S - PTT25TQ
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Recommended Cutting Data

Indexable Milling |

Feed/edge (fz)

MILLING TOOLS

. Cutting speed Screw Light Medium Heavy
Workpiece Hardness Grade SpecE|f|Cc)at|on cutting (L) cutting. (M) cutting. (1)
Ve (m/min) GL/BL GM/MM/EM GH/KH/T
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
GP2115 015
GA4225 180 10 . 0.20 0.25
< B
Soft Steel SHBISO  Gpanos  (150220) 12 0(2'51)0 (0.15-0.30) (0.20-0.35)
GA4230 :
16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
GP2115 015
n Carbon steel, HB180-350 GA4225 160 10 ((') 10- 0.20 0.25
alloy steel GP4225 (140-200) 12 0.25) (0.15-0.30) (0.20-0.35)
GA4230 .
16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
GP2115 015
Pre harden HRC35-45 GA4225 120 10 (d 10- 0.20 0.25
steel GP4225 (100-160) 12 0 2'5) (0.15-0.30) (0.20-0.35)
GA4230 )
16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
_ 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
Stainless 015
(ferrite, < 140 10 = 0.20 0.25
martensite) = B210 GM2L40 (150 1g0) 12 (00 (015030)  (0.200.35)
16 0.18 0.25 0.35
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
M (0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
) 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
Stainless 0.15
(Austenite, < 120 10 . 0.20 0.25
diphasic) SHB210 GM2140 (190.160) 1 O(gsl)O' (0.15-0.30) (0.20-0.35)
16 0.18 0.25 0.35
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
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Recommended Cutting Data

s Feed/edge (fz)
Cutting speed ety i i i i i
Workpiece Hardness Grade 5P Specification nght(cLL)Jttmg Medlu?;/l)cuttlng Heav;g}j)uttmg
IC
Ve (m/min) e GL/BL GM/MM/EM GH/KH/T
05 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
. GK2115 180 10 0.15 0.20 0.25
<
Greycastiron S HB280  cyay5 (150-220) % (010-0.25)  (0.15-0.30) (0.20-0.35)
16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
m (0.12-0.25) (0.15-0.40) (0.20-0.45)
05 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
Nodular cast 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
iron,vermicular < HB350 GK2115 120 10 0.15 0.20 0.25
graphitecast GK4125 (100-180) 12 (0.10-0.25) (0.15-0.30) (0.20-0.35)
rron 16 0.18 0.25 0.30
(0.10-0.25) (0.15-0.35) (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45)
08 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.20)
10 0.15 0.20 0.25
Quenched steel HRC48- GH4125 30 12 (0.10-0.25) (0.15-0.30) (0.20-0.35)
55 GH4115 (60-120) 0.18 022 0.28
= (0.10-0.25) (0.15-0.35) (0.20-0.40)
20 0.20 0.25 0.30
(0.15-0.30) (0.15-0.35) (0.20-0.40)

@® RPM(min-1)=(1000*cutting speed)/(3.14*cutter diameter)
@ Machine feed(mm/min)=feed per tooth * flute No.* RPM
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RD/RP/RC recommend cutting feed and cutting depth

Screw - cutting depth (mm)
Specification ~ Application
(0 0.1 05 1 15 2 25 3 4
Medium cutting | - 017 012 01 ) ) ) )
(M) 063) (0.08-026) = (0.06-021) = (0.05-0.17)
05 :
Heavy cutting 045 02 0.16 0.14 ) ) ) )
(H) (0290.95) | (0.12-0.38) = (0.09-028) = (0.07-0.25)
Medium cutting 0.59 0.27 0.20 0.17 0.15 . . .
07 (M) (023-090) | (010-041) = (0.08030)  (0.06-0.26) = (0.03-0.23)
08 Heavy cutting 0.68 031 023 0.19 0.17 ) ) )
(H) (032113)  (0.14-0.52) = (011-038)  (0.09-0.32)  (0.08-0.29)
Light cutting 0.75 034 025 021 0.19 0.17 ) )
@ (025-0.90)  (0.11-041)  (0.08030)  (007-025  (0.06:023) = (0.05-0.21)
10 Medium cutting~ 0.90 041 030 0.25 023 021 ) )
(M) (025-126) = (0.11-057)  (0.08042)  (007-0.35  (0.06031)  (0.05-0.28)
Heavy cutting 1.01 0.46 0.33 0.28 0.25 0.23 B B
(H) (035-151)  (0.16-069)  (0.12050)  (010-042)  (0.09-038)  (0.08-0.35)
Light cutting 0.83 038 027 0.23 020 0.18 0.17 )
@ (028-110) = (0.13-050)  (0.09-0.36) = (0.08-030) = (0.07027)  (0.06025)  (0.06-0.23)
b Mediumcutting 0.9 045 033 027 024 022 021 )
(M) (028-1.38) = (0.13-063)  (0.09-045) = (0.08-038) = (0.07034)  (0.06031)  (0.06-0.29)
Heavy cutting 110 050 036 0.30 027 025 0.23 )
(H) (039-1.65 = (018075  (0.13054)  (011-045)  (0.09-040)  (0.08037)  (0.08-0.35)
Light cutting 114 052 037 031 027 025 023 021
@ (032159  (0.14-0.72) = (010-052)  (0.09-043)  (008-0.38) = (0.07-0.35)  (0.06:032) = (0.06-0.29)
% Medium cutting 127 057 041 0.34 030 028 0.26 0.23
(M) (032-190)  (0.14-0.86) = (010-062)  (0.09-0.51)  (0.08-0.45  (0.07-041) = (0.06:038)  (0.06-035)
Heavy cutting 159 0.72 052 0.43 038 035 0.32 0.29
) (0.44-254)  (020-L15) = (014-0.83)  (0.12-0.69)  (0.11-0.60) = (0.10-0.54)  (0.09-051)  (0.08-0.46)

Remark: During round Insert application, in general, the ap should less than 25%IC. Otherwise, we suggest to us Kr=45 SNUE/SEET series insert.
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Profile Milling

QTD

Ballnose Milling insert

Ordering Code

QTD1203
QTD1604
QTD2005
QTD2506
QTD3007
QTD3207

QTD-S-T

Dimension(mm)

R A
6 12
8 16
10 20
125 25
15 30
16 32

Curve Flute Ballnose Milling Insert

Ordering Code

QTD1203-S-T
QTD1604-S-T
QTD2005-S-T
QTD2506-S-T
QTD3007-S-T
QTD3207-S-T
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10

12

15
185
225
283

Dimension(mm)

R A
6 12
8 16
10 20
125 25
15 30
16 32

10

12

15
18.5
22,5
235

~N N o 0~ w

~N N o o~ w

GA4225

GA4225

GA4230

OO0 OO0 |0

GA4230

GP4225

GP4225

GP2115

GP2115

Coated

GM2140
GK4125

/0|0 @ @ O

Coated

GM2140
GK4125

GK2115

GK2115

pateoou
SENTIC )

GS4130
GH4115
GH4125
GN9125
GPO1TM

@ Standard stock O need reservation

pajecoun
PUWID)

GS4130
GH4115
GH4125
GN9125
GPO1TM

® 6 6 06 0 O
O/ 0/0 0|0 O

@ Standard stock O need reservation
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Profile Milling

MBA100 R

an.

Straight shank . .
Figl
Ordering Code ‘ Dia- ‘ Teeth SIS ) Gauge ‘Coolant‘ Shape‘ Stock
‘meter‘ D1 ‘ ddm ‘ ®Da ‘ L ‘ L1 ‘ R Insert ‘ ‘ ‘
MBAL00012R01P12QT12S 2 1 12 12 105 9 30 6 QIDI203 x Figl @
MBAL00012R01P12QT12 2 1 12 12 105 120 6 6 QIDI203 x Figl @
MBAL00012R01P12QT12L 2 1 12 12 105 15 9 6 QIDI203 x Figl @
MBAL00016RO1P16QT16S 6 1 16 16 145 100 35 8 QIDI604 x  Figl @
MBAL00016RO1P16QT16 6 1 16 16 145 13 70 8 QIDI604 x  Figl @
MBAL00016R01P16QT16L 6 1 16 16 145 170 100 8 QIDI604 x  Figl @
MBAL00020RO1P20QT20S 20 1 20 20 185 110 45 10 QTD2005 x  Figl @
MBAL00020R0LP20QT20 20 1 20 20 185 160 8 10 QTD2005 x  Figl @
MBAL00020ROLP20QT20L 20 1 20 20 185 210 135 10 QTD2005 x  Figl @
MBA100025R01P25QT255 25 1 25 25 23 125 50 125 QTD2506 x  Figl @
MBAL00025R01P25QT25 25 1 25 25 23 180 100 125 QTD2506 x  Figl @
MBAL00025R0LP25QT25L 25 1 25 25 23 235 150 125 QTD2506 x  Figl @
MBAI0O030ROLP32QT30S  30/32 1  30/32 32 285 150 60  15/16 ggggg; x Figl @
MBA100030R01P32QT30 3032 1 30/32 32 285 200 120 15/16 ggggg; x Figl ®
MBALOOO30ROIP32QT30L  30/32 1  30/32 32 285 270 180 15/16 ggggg; x  Fgl e

@ Standard stock O need reservation
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Profile Milling

MBA100 L

Cone Neck

.

Odm

on
AN

‘ Dia- ‘ Dimension(mm) Gauge oo iant Shape Stock

®D1 ‘ ddm ‘ L ‘ L1 ‘ Insert ‘
MBA100012R01P16TQT12L 12 1 12 16 145 85 6 1.5° QTD1203 X Fig2 [ ]
MBA100016R01P20TQT16L 16 1 16 20 166 100 8 1° QTD1604 X Fig2 [
MBA100020R01P25TQT20L 20 1 20 25 191 115 10 1.5° QTD2005 X Fig2 [
1 [}

[ J

Ordering Code

o)
@

MBA100025R01P32TQT25L 25 25 32 215 135 125 1.5 QTD2506 X Fig2

QTD3007
QTD3207

MBA100030R01P32TQT30L  30/32 1 30/32 32 240 160 15/16 0.5° X Fig2

@ Standard stock O need reservation
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Profile Milling

MBA100

Indexable type
o Dimension(mm)
Ordering Code ‘ oI ‘ Teeth IGauge ‘Coolant‘ Shape‘ Stock
o ™ om0 oam L wp men el
MBA100012R01M06QT12 12 1 12 115 6.5 20 M6 QTD1203 X Fig3 [ ]
MBA100016R0O1MO8QT16 16 1 16 15 85 23 8 M8 QTD1604 X Fig3 [
MBA100020R01M10QT20 20 1 20 18.5 10.5 30 10 M10  QTD2005 X Fig3 [ ]
MBA100025R01M12QT25 25 1 25 24 12.5 35 12.5 M12  QTD2506 X Fig3 [
MBALOOO30ROIMI6QT30  30/32 1 30/32 29 17 43 1516 Mis P30T g3 e
QTD3207
@ Standard stock O need reservation
Spare Part Chart
Partname Insert Screw Insert Screw Wrench
Shape
Insert

Specification SBM3.5X9.5 TT10T
QTD1203

Order code PSBM035095Q PTT10TQ

Specification SBM4.0X13.5 TT15T
QTD1604

Order code PSBM040135Q PTT15TQ

Specification SBM5.0X16.5 TT20T
QTD2005

Order code PSBM050165Q PTT20TQ

Specification SBM6.0X20 TT20T
QTD2506

Order code PSBM060200Q PTT20TQ

Specification SBM8.0X25 TT30T
QTD3007

Order code PSBM080250Q PTT30TQ

Specification SBM8.0X25 TT30T
QTD3207

Order code PSBM080250Q PTT30TQ
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Recommended Cutting Data

Feed/edge (fz)

Cutting Biggest
: speed ) . cutting ae
Workpiece Hardness Grade Diameter: ®D (mm) depth  (mm)
ap (mm
e/ 4 9 25 3 3 MM
min)
GA4225 400

Soft Steel = < HB180 03-06 0306 0508 0508 0710 0.7-1.0 03-06 D/40

GA4230 (350-450)

Carbon
GA4225 350
n stegtl‘,e:llloy HB180-350 GA4230 (300-400) 03-06 03-06 0508 0508 0.7-1.0 0.7-1.0 03-06 D/40

Pre harden GA4225 350
steel HRC35-45 GA4230 (300-400) 03-06 03-06 0508 0508 07-1.0 07-1.0 03-06 D/40
Grey cast CeLzs 350
% < HB280 GH4125 0.2-0.5  0.2-0.5 04-0.7 04-07 0.7-1.0  0.7-1.0 0.3-0.6 D/50
iron (300-400)
GH4115
m Nodular
castiron, GK4125 450
vermicular < HB350 GH4125 (400-500) 0.1-04 0.1-04 03-06 03-06 0508 0508 02-05 D/40
graphite GH4115
castiron
Quenched ! GH4125 150 ) ) : ; . ] ]
m sl HRC48-55 GH4115 (100-200) 0.1-04 0.1-04 0.2-05 02-05 0205 0205 0103 D/50
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High Feed Milling

UD/UP

3 Edges High Feed Milling y
D

N |8

Dimension(mm) Coated g 3

& Z

Ordering Code

5858358283883 E

D S 6 S ¥§ ¥ o o ¥ o ¥ = T o B3

< < a o = N 4 ) T T = &

ol ol ©o|lo|lolo|lo|lo|ole

UDET080308-MM 68 318 15
UDET12T312-MM 96 | 397 | 15

o o
o o
C| 0
C| 0
c e
C| 0
(ORN®)
(ORN®)

UPET170520-PM 13 55 11 ® ® ([ ] ([ ] ([ ] ([ ] ([ ] (©)

UDMTO080308T-MH 68 318 15 ® ® O ® O O O O
UDMTI12T312T-MH 96 397 15 ([ ] ([ ] O O O O O o

UDMW12T312T 96 397 15 (] (] O O O (@) (@) (@)

o000

@ Standard stock O need reservation
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UD/UP Series Geometry

Medium Cutting for General Material

Rough Cutting for General Material

MM PM MH None
Bigger rake angle makes cutting Eahkaen;Lerleedi;:iustzigi%aebdlgefc\’/:ith Smaller rake angle makes Flat insert design makes
edge more sharply g's, stong cutting edge strongest cutting edge

medium cutting
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High Feed Milling

| e
MKA110 1
Arbor o
(¥ o
D1 !
Fig2
‘ Dia- ‘ Dimension (mm) ‘ Gauge ‘ ‘ ‘
Ordering Code Teeth Apmax | Coolant Shape  Stock
meer T opy oam w w1 T men  CoOC Sope
MKA110040R05A16UD08 40 5 40 16 40 84 56 1 UD**0803 X Figl ([ ]
MKA110050R06A22UD08 50 6 50 22 40 104 63 1 UD**0803 X Figl ®
MKA110050R04A22UD12 50 4 50 22 40 104 6.3 15 uD**12T13 X Figl [ ]
MKA110063R05A22UD12 63 5 63 22 40 104 63 15 UD**12T13 X Figl ®
MKA110063R04A22UP17 63 4 63 22 40 104 63 2 UP**1705 X Figl ®
MKA110063R05A22UP17 63 5 50 22 40 104 63 2 UP**1705 v Figl ®
MKA110080R05A27UP17 80 5 80 27 50 124 7 2 UP**1705 X Figl ®
MKA110080R06A27UP1T 80 6 80 27 50 124 7 2 UP**1705 X Figl ®
MKA110100R06B32UP17 100 6 100 32 50 14.4 8 2 UP**1705 X Fig2 ([ ]

@ Standard stock O need reservation
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High Feed Milling

MKA110 =1
Cylindrical straight shank T—u .
Fig3
Ordering Code ‘ Dia- ‘ Teeth Sl U Apmax ‘ Gauge ‘Coolant‘ Shape ‘ Stock
‘ meter ‘ D1 ‘ ol ‘ L ‘ L Insert
MKA110020R02P20UD08S 20 2 20 20 120 40 1 UD*"0803 X Fig3 L]
MKA110020R02P20UD08 20 2 20 20 160 50 1 uUD**0803 X Fig3 L]
MKA110025R02P25UD08S 25 2 25 20 120 40 1 uUD**0803 X Fig3 [ ]
MKA110025R02P25UD08 25 2 25 25 160 50 1 uD**0803 X Fig3 L]
MKA110025R03P25UD08 25 3 25 25 160 40 1 uUD**0803 X Fig3 ®
MKA110035R05P32UD08 35 5 35 32 200 50 1 uD**0803 X Fig3 L]
MKA110025R02P25UD12 25 2 25 25 160 50 15 UD* 1273 X Fig3 L]
MKA110030R03P32UD12 30 3 30 32 200 50 15 UD*"1273 X Fig3 L]
MKA110032R03P32UD12 32 3 32 32 200 50 15 UD*"12T3 X Fig3 L]
MKA110035R03P32UD12 35 3 35 32 200 50 15 UD*"12T3 X Fig3 (]

@ Standard stock O need reservation
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High Feed Milling

MKA110

Replaceable Cutter

[ ]
MD
Gdm
an

Fig

i3 Dimension(mm
Order Code ‘ DIE) ‘ Teeth (mim) Apmax ‘ ?auge ‘Coolant‘ Shape ‘ Stock
Jmeter 7 e 9D ®dm L D [ et [T
MKA110020R02M10UDO8 20 2 20 18 10.5 30 M10 1 UD**0803 v Figd [ ]
MKA110025R03M12UD08 25 3 25 23 12.5 35 M12 1 UD**0803 N Fig4 [
MKA110032R03M16UD08 32 3 32 28 17 40 M16 1 UD**0803 v Fig4 O
MKA110032R04M16UD08 32 4 32 28 17 40 M16 1 UD**0803 v Figd [
MKA110035R05M16UDO8 35 5 35 29 17 40 M16 1 UD**0803 v Figd [
MKA110025R02M12UD12 25 2 25 23 12.5 35 M12 1.5 uD**12T3 v Fig4 [
MKA110032R03M16UD12 32 3 32 28 17 40 M16 1.5 UD**12T3 v Figd [
MKA110035R03M16UD12 35 3 35 29 17 40 M16 1.5 uD**1273 v Fig4 [

@ Standard stock O need reservation
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Spare Part Chart

Partname Insert Screw Insert Screw Wrench

Shape

Insert

Specification SI60M2.5X6.3-03510 TTO8P -
uD*T0803
Order code PSI60M025063-03510B PTTO8PB -
Specification SI60M4X11-05609 TT15P TT15T
UbD*T12T3
Order code PSI60M040110-05609B PTT15PB PTT15TB
Specification SI60M5X10.8-07214 TT20P TT20T
UPET1705
Order code PSI60M050108-07214B PTT20PQ PTT20TB

Parameters for Programing Calculations

nsart Approximate Corner Remains K(mm)
R(mm)
UD**0803 1.8 0.58 Remains K
UD**12T3 2.8 0.86
UP**1705 3.5 1.02 Approximate Corner R
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Recommended Cutting Data

Cutting speed Feed/edge (fz)
Workpiece Hardness Grade i i i
p Ve (m/min) Medium cutting Heavy cutting
(M) (H)
GA4225
. 180 1.2 1.5
Mild Steel < HB200 GP4225
GA4230 (150-200) (0.8-1.5) (1.0-2.0)
GA4225
n Carbon steel, alloy < 150 1.2 15
< HRC35 GA4230
steel GP2115 (120-180) (0.8-1.5) (1.0-2.0)
Carbon Steel ,Alloy
’ 120 1.0 1.2
Steel ARC35-45 GA4230 (90-140) (06-12) (0.815)
M Stainless (ferrite, < HRC35 GM2140 120 0.8 1.0
martensite) = GA4230 (90-140) (0.6-1.0) (0.8-1.2)
Cast Iron ,Nodular GK2115 180 1.2 15
; <
m Cast Iron HB330 GK4125 (150-200) (0.8-1.5) (1.0:2.0)
. GM2140
Heat resistance 40 0.3 0.4
<
E alloy, Ti alloy RGeS R (30-60) (0.15-0.4) (0.2:06)

The Relationship of Recommended Feed and Depth of UD/UP inserts

ap (mm)
Insert Size
0.5 1 15 2 2.5 3
0.8 0.5
08 (0.6-1.2) (0.4-0.8) : : : :
b 15 12 0.8 ) ) )
(1.0-2.0) (0.8-1.5) (0.6-1.2)
17 2 15 12 038 ) )
(1.8-2.5) (1.0-2.0) (0.8-1.5) (0.6-1.2)
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High Feed Milling

SDMT ;
4 Edges High Feed Milling w 150/\
\

R15 R

= 9

Dimension (mm) Coated g 3

g a

Ordering Code

38/ 3132 3/3/ 8 2|9 8|8

D S R S £ ¢ & o ¥ o I F S o 3

< < a a s X X o T T = o

| 6| 6|l 6| c|lo|lo|lO0|lo|lu|loloe
SDMT120512-GM 12.7 5.56 12 e e O O e e e o
SDMT150512-GM 15.875 5.56 12 € @€ O O O O @)
SDMT120512-GH 12.7 5.56 12 e e O O O e O
SDMT150512-GH 15.875 5.56 12 € @€ O O O O @)

@ Standard stock O need reservation
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SDMT Series Geometry

Medium Cutting for General Material

Indexable Milling | MILLING TOOLS

Rough Cutting for General Material

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

Cutting force with special rake angle,it is suitable for heavy cutting
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High Feed Milling

@dm Ddm
W W
[ 1 | I
MKB113 2] {77
T i
Arbor : = =
o ofl| (M o)
1
D1 D1 ,
Figl Fig2
. ‘ Dia- ‘ Dimension(mm) ‘ Gauge ‘ ‘ ‘
Ordering Code Teeth Apmax | Coolant  Shape Stock
meter T odi %dm HowW T | et |
MKB113050R04A22SD12 50 4 50 22 40 104 6.3 2 SDMT1205 X Figl [ ]
MKB113052R05A22SD12 52 5 52 22 40 104 6.3 2 SDMT1205 X Figl (@)
MKB113063R04A22SD12 63 4 63 22 40 104 6.3 2 SDMT1205 X Figl ([ ]
MKB113063R05A22SD12 63 5 63 22 40 104 63 2 SDMT1205 J Figl ®
MKB113063R04A22SD15 63 4 63 22 40 104 63 3 SDMT1505 X Figl ®
MKB113080R06A27SD12 80 6 80 27 50 124 7 2 SDMT1205 J Figl ®
MKB113080R05A27SD15 80 5 80 27 50 124 7 3 SDMT1505 X Figl ®
MKB113100R06A32SD15 100 6 100 32 50 144 8 3 SDMT1505 J Figl @)
MKB113100R06B32SD12 100 6 100 32 50 144 8 2 SDMT1205 X Fig2 ®
MKB113100R07B32SD12 100 7 100 32 50 144 8 2 SDMT1205 X Fig2 [ ]
MKB113100R06B32SD15 100 6 100 32 50 144 8 3 SDMT1505 X Fig2 [ ]
MKB113125R07B40SD15 125 7 125 40 63 164 9 3 SDMT1505 X Fig2 [ ]

@ Standard stock O need reservation
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High Feed Milling

MKB113

Cylindrical straight shank

Ordering Code mDeiiér Teeth = ‘ D;r;w:qnsmn(nzm) ‘ L Apmax ?r?suegrf Coolant Shape Stock
MKB113032R02P32SD12S 32 2 32 32 160 70 2 SDMT1205 X Fig3 [ ]
MKB113032R02P32SD12 32 2 32 32 200 70 2 SDMT1205 v Fig3 [ ]
MKB113035R03P325D12 35 3 35 32 200 70 2 SDMT1205 X Fig3 [ ]
MKB113040R03P32SD12 40 3 40 32 200 70 2 SDMT1205 N Fig3 [ ]

@ Standard stock O need reservation
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High Feed Milling

MKB113

a@D1
)——(
MD
Adm
()]

Replaceable Cutter o
L N
— L
Fig
‘ Dia- ‘ Dimension(mm) ‘ Gauge ‘ ‘ ‘
Ordering Code Teeth Apmax Coolant Shape Stock
e % ap ep oam o wp ST e oot e
MKB113032R02M16SD12 32 2 32 28 17 40 M16 2 SDMT1205 v Fig4 [ ]
MKB113032R03M16SD12 32 3 32 28 17 40 M16 2 SDMT1205 v Fig4 O
MKB113035R03M16SD12 35 3 35 29 17 40 M16 2 SDMT1205 v Figd [
MKB113040R03M16SD12 40 3 40 29 17 43 M16 2 SDMT1205 v Fig4 [ ]
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Spare Part Chart
Partname Insert Screw Insert Screw Wrench
Shape
Insert
Specification SI60M4X11.1-055201 TI15P TII5T
SDMT120512
Order code PSI60M040111-055201Q PTI15PQ PTI15TQ
Specification SI60M5X10.8-072221 TI20P TI20T
SDMT150512
Order code PSI60M050108-072221Q PTI20PQ PTI20TQ

Parameters for Programing Calculations

Approximate Corner .
Insert R(mm) Remains K(mm)
SD**1205 4.0 0.85 Remains K
SD**1505 5.0 1.05 Approximate Corner R
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Recommended Cutting Data

Cutting speed Feed/edge (fz)
Workpiece Hardness Grade i i i
P Ve (m/min) Medium cutting Heavy cutting
(M) (H)
GA4225
) 180 1.2 1.5
Mild Steel < HB200 GP4225
GA4230 (150-200) (0.8-1.5) (1.0-2.0)
GA4225
Carbon steel, alloy < 150 1.2 15
? < HRC35 GA4230
n steel P (120-180) (0.8-1.5) (1.0-2.0)
Carbon steel, alloy 120 1.0 1.2
steel HRC35-45 GA4230 (90-140) (06-12) (081.5)
M Stainless (ferrite, < HRC35 GM2140 120 0.8 1.0
martensite) = GA4230 (90-140) (0.6-1.0) (0.8-1.2)
Cast Iron ,Nodular < HB350 GK2115 180 1.2 1.5
Cast Iron = GK4125 (150-200) (0.8-1.5) (1.0-2.0)
Heat resistance < HRC35 %I\S/Ellgg 40 0.3 0.4
alloy, Ti alloy = CA4230 (30-60) (0.15-0.4) (0.2-0.6)

The Relationship of Recommended Feed and Depth of SDMT inserts

ap (mm)
Insert
0.5 1 1.5 2 25 3
D 1.8 1.5 1.0 0.8 ) )
(1.5-2.0) (1.0-1.8) (0.6-1.5) (0.4-1.0)
15 2.0 1.8 1.5 1.0 0.8 0.6
(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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Side and Face Milling

CNEU A

Medium Slot Width Side and Face Milling Inserts

d1

0
S
Z |2
Dimension(mm) Coated g 3
Z 2
Ordering Code
58825 383828§8E
D 0 S di < ¥ § &4 o ¥ &4 ¥ X = o 3
I X a4 o = x x o T I zZ &
g lolo o t|lo|lololo|lo| oo
CNEUO0T70508-PM 7.6 80 5 34 O O O o e
CNEUQ70508-KM 7.6 80 5 34 O @ O O e O

@ Standard stock O need reservation
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Side and Face Milling

[ 3 : I a on _od
MSA(110~113) - £
Arbor 4 o -
@D
Figl
el Dia- Dimension(mm) Gauge
rdering Code meter Teeth D c Tod e y D1 Insert Coolant Shape Stock
MSA110080R06B27CNO7 80 6 80 10 27 14 50 48 CNEUOQT05 X Figl [ ]
MSA110100R08B32CNO7 100 8 100 10 32 19 50 58 CNEUQT05 X Figl [
MSA110125R10B32CNO7 125 10 125 10 32 295 63 64 CNEUQT05 X Figl [
MSA110160R12B40CNO7 160 12 160 10 40 43 63 70 CNEUOQT05 X Figl [
MSA111080R06B27CNO7 80 6 80 11 27 14 50 48 CNEUQT05 X Figl O
MSA111100R08B32CNO7 100 8 100 11 32 19 50 58 CNEUQT05 X Figl O
MSA111125R10B32CNO7 125 10 125 11 32 29.5 63 64 CNEUO0T705 X Figl [
MSA111160R12B40CNO7 160 12 160 11 40 43 63 70 CNEUO0T705 X Figl O
MSA112080R06B27CNOT 80 6 80 12 27 14 50 48 CNEUO0T705 X Figl [
MSA112100R08B32CNO7 100 8 100 12 32 19 50 58 CNEUO0705 X Figl O
MSA112125R10B32CNO7 125 10 125 12 32 29.5 63 64 CNEUO0705 X Figl [
MSA112160R12B40CNO7 160 12 160 12 40 43 63 70 CNEUO0705 X Figl [
MSA113080R06B27CNO7 80 6 80 13 27 14 50 48 CNEUOQT05 X Figl [
MSA113100R08B32CNO7 100 8 100 13 32 19 50 58 CNEUOQT05 X Figl [
MSA113125R10B32CNO7 125 10 125 13 32 29.5 63 64 CNEU0705 X Figl [
MSA113160R12B40CNO7 160 12 160 13 40 43 63 70 CNEUOQT05 X Figl [ J

@ Standard stock O need reservation
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Side and Face Milling

MSA(110~113) _

Shell (e a

Ordering Code mDé?ér Teeth DSty IGr?sL:agr‘te Coolant Shape Stock
®D C &d ae b1 ®d1
MSA110080R06K27CNO7 80 6 80 10 27 19 10 40 CNEUOQT705 X Fig2 O
MSA110100R08K27CNQO7 100 8 100 10 27 26 10 46 CNEUO0705 X Fig2 [ ]
MSA110125R10K40CNO7 125 10 125 10 40 34 10 55 CNEUO0705 X Fig2 [ ]
MSA110160R12K40CNQO7 160 12 160 10 40 51 10 55 CNEUO0705 X Fig2 ©)
MSA111080R06K27CNQO7 80 6 80 11 27 19 11 40 CNEUO0705 X Fig2 ©)
MSA111100R08K27CNQO7 100 8 100 11 27 26 11 46 CNEU0705 X Fig2 @)
MSA111125R10K40CNQO7 125 10 125 11 40 34 11 55 CNEUO0705 X Fig2 ©)
MSA111160R12K40CNO7 160 12 160 11 40 51 11 55 CNEU0705 X Fig2 [ ]
MSA112080R06K27CNO7 80 6 80 12 27 19 12 40 CNEU0705 X Fig2 O
MSA112100R08K27CNO7 100 8 100 12 27 26 12 46 CNEU0705 X Fig2 [ ]
MSA112125R10K40CNO7 125 10 125 12 40 34 12 55 CNEU0705 X Fig2 [ J
MSA112160R12K40CNO7 160 12 160 12 40 51 12 55 CNEUO0705 X Fig2 ©)
MSA113080R06K27CNO7 80 6 80 13 27 19 13 40 CNEU0705 X Fig2 O
MSA113100R08K27CNO7 100 8 100 13 27 26 13 46 CNEUQT05 X Fig2 ©)
MSA113125R10K40CNO7 125 10 125 13 40 34 13 55 CNEUOQT05 X Fig2 [ ]
MSA113160R12K40CNO7 160 12 160 13 40 51 13 55 CNEUQT05 X Fig2 [ ]

@ Standard stock O need reservation
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Spare Part Chart

Partname

Insert Screw

Insert Screw Wrench

Shape

Insert

Specification SI60M3X9-04205 TTO9P
CN*U0705
Order code PSI60M030090-04205S PTTO9PQ
Recommended Cutting Data
Cutting speed Feed/edge (fz)
Workpiece Hardness Grade
Ve (m/min) Medium cutting (M)
GA4225
. 180 0.1
Mild Steel < HB200 GA4230
GP425 (200-220) (0.05-0.15)
GA4225
160 0.08
Carbon steel, alloy steel < HRC35 GA4230
n GP4225 (140-180) (0.05-0.12)
GA4225
140 0.08
Carbon steel, alloy steel HRC35-45 GA4230
GP4225 (120-160) (0.05-0.12)
’ . . GA4230 120 0.06
M Stainless (ferrite, martensite) < HRC35 GM2140 (90-140) (0.08-0.10)
GK4125 200 0.1
m Cast Iron ,Nodular Cast Iron < HB350 GK2115 (180-220) (0.02-0.15)
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Side and Face Milling

SNEX #
=
Narrow Slot Width Side and Face Milling Inserts

./

S
= | 2

Dimension(mm) Coated % 3
g
Ordering Code

8 8 8§ 2 8 8 3 8 8 &8 & &
b s a4 § § § ¥ ¥ ¥ 8 F F ¥ =z Z
< < o o = X N %) T T = sl
O O O O @ O O (©) (&) O () (©)

SNEX1202-GM 12.7 2.3 52
SNEX1203-GM 12.7 3 52
SNEX12T3-GM 12.7 35 5
SNEX1204-GM 12.7 4 5
SNEX12T4-GM 12.7 4.5 5

00/ 0|0 0O
e 6 06 0 o
O/ 0/ 0l0 O

e ® ®¢ O OO

Standard stock O need reservation
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Side and Face Milling

MSA(104~108) ST

(5} ad

Arbor =
oD
Figl
' \ Dia \ Dimension(mm) Gauge \ \ \
Ordering Code ‘ meter ‘ Teeth | oo | ¢ | od | ae H | b T ‘ Coolant Shape ‘ Stock
MSA104100R10A27SN12 100 10 100 4 27 23 50 48 SNEX1202 X Figl [ ]
MSA105100R10A27SN12 100 10 100 5 27 23 50 48 SNEX1203 X Figl [ ]
MSA106100R10A27SN12 100 10 100 6 27 23 50 48 SNEX12T3 X Figl [ ]
MSA107100R10A27SN12 100 10 100 T 27 23 50 48 SNEX1204 X Figl O
MSA108100R10A27SN12 100 10 100 8 27 23 50 48 SNEX12T4 X Figl [ ]

@ Standard stock O need reservation
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Spare Part Chart

Partname Insert Screw Insert Screw Wrench
Shape
Insert
Specification SI90M4X3.2-06003I TIO8P
SNEX1202
Order code PSI90M040032-060031Q PTI08PQ
Specification SI90M4X4.2-06003I TIO8P
SNEX1203
Order code PSI90M040042-060031Q PTI08PQ
Specification SI90M4X5.1-06003I TIO8P
SNEX12T3
Order code PSI90M040051-060031Q PTI08PQ
Specification SI90M4X6.1-06003I TIO8P
SNEX1204
Order code PSI90M040061-060031Q PTI08PQ
Specification SI90M4X7.1-06003I TIO8P
SNEX12T4
Order code PSI90M040071-060031Q PTIO8PQ

Recommended Cutting Data

Cutting speed Feed/edge(fz)
Workpiece Hardness Grade
Ve (m/min) Medium cutting (M)
GA4225
. 180 0.1
Mild Steel < HB200 GA4230
GP4225 (100-250) (0.08-0.25)
n GA4225 150 01
Carbon steel, alloy steel < HRC35 GA4230 )
GP4225 (80-250) (0.08-0.25)
GA4225 120 01
Carbon steel, alloy steel HRC35-45 GA4230 ’
GP4225 (80-250) (0.08-0.25)
Stainless (ferrite, < 120 0.1
M martensite) < HRC3S GA4230 (80-250) (0.05-0.15)
m Cast Iron ,Nodular Cast Iron < HB350 GK4125 (801—2%0) © Ogié 15)
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Chamfer Milling

SPMT

Chamfer Milling Inserts

S| o
@
Dimension (mm) Coated 8 3
g | o
Ordering Code

0 o N 0 (=] 0 0 o 0 Lo '] =
SrRrEE S92 229 DE
D S 0 g ¢ ¢ 4§ 8 § 8 § ¥ ¥ & =
I X 4 o = x & o T = =Z2 &
ol |l o ©O|0|lo|loluo|o|0|w

SPMT09T308-CM 953 397 11 e o (@) o O [ @)

SPMT120408-CM 127 476 11 [ ] [ @) O O [ ]
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Chamfer Milling

MCA130 o —T=

. L©

Side clamp wl Xy
L
Figl

ia- Dimension(mm
Ordering Code R Teeth (mm) Ap lGauge Coolant Shape Stock
meter D ®dm CH L L nsert

SPMT09T308-CM X Figl ([ ]

25 25 30 120 40 3
SPMT120408-CM X Figl [ ]

MCA130025R02W25SP09 25 2
32 32 30 180 40 4.5

MCA130032R03W32SP12 32 3
@ Standard stock O need reservation

MCA145 g
45
L1 L
Side clamp
Fig2
. Dia- Dimension(mm) Gauge
Ordering Code meter Teeth ob | odm | ch . L Ap Insert Coolant Shape Stock
MCA145025R02W25SP09 25 2 25 25 45 120 40 5 SPMT09T308-CM X Fig2 [ ]
MCA145032R03W32SP12 32 3 32 32 45 180 40 7 SPMT120408-CM X Fig2 [ ]
@ Standard stock O need reservation
== - He s
MCA160 5
60
L1
. L
Side clamp
Fig3
. ) Dimension(mm) Gauge
Ordering Code Dia  Teeth Ap | Coolant Shape Stock
®D &dm  CH L | L nsert
MCA160025R02W25SP09 25 2 25 25 60 120 40 6 SPMT09T308-CM X Fig3 [ ]
MCA160036R03W32SP12 36 3 36 32 60 180 40 8 SPMT120408-CM X Fig3 [ ]

@ Standard stock O need reservation
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Spare Part Chart

Partname Insert Screw Insert Screw Wrench
Shape
Insert
Specification SI60M4X8.9-05313 TT20P
SPMT09T3
Order code PSI60M040089-05313S PTT20PQ
Specification SI60M5X10.8-07209 TT20P
SPMT1204
Order code PSI60M050108-07209S PTT20PQ

Recommended Cutting Data

; Cutting speed Feed/edge (fz)
Workpiece Hardness Grade : - -
Ve (m/min) Medium cutting (M)
. GA4225 180 0.25
<
Mild Steel < HB200 GA4230 (150-200) (0.1-0.4)
GA4225 150 0.3
<
n Carbon steel, alloy steel HRC35 GA4230 (120-180) (0.1-0.4)
GA4225 120 0.3
Carbon steel, alloy steel HRC35-45 GA4230 (80-150) (0.1-0.4)
Stainless (ferrite, < 120 0.3
M martensite) < HRC3S GM2140 (80-160) (0.1:0.4)
Cast Iron ,Nodular Cast 130 0.3
; <
m Iron HB350 GHaL2 (90-160) (0.1-04)
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MILLING TOOLS |

GESAC Coating

Coating Characteristic

Coatings

Microhardness
(HV0.05)

Solid Carbide Endmills

Coefficient
Friction

Max. service
Temperature (°C)

Characteristic and Application

AICTN

3200

0.45

1100

High oxidation resistance, extremely good of
high temperature abrasion resistance, suitable
for ordinary steel, low hardness of die steel or
titanium alloy dry milling.

AICrSIiN

3300

0.4

1100

Specially designed for milling, high oxidation resistance, good
balance of abrasion resistance and toughness, versatility is
extremely high, suitable for ordinary steel under HRC55, die steel
and titanium alloy milling.

TIAIN

2900

0.35

900

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

AITiN Nano

3000

0.45

900

Extremely crystal texture control, good balance of micro hardness
and toughness, universal milling and drilling coatings, suitable for
stainless steel, high hard steel moderately high speed and high
feed cutting.

AICrN/TiSIN

3100

0.35

1100

High oxidation resistance, good hot hardness,
good toughness, and super-smooth surface,
suitable for stainless steel and cast iron drilling.

AITiN/TiSIN Multilayer

3300

0.35

1100

Super high thermal-stability, super toughness, bit
general coating, especially suitable for ordinary steel
drilling.

TIAICTSIN

4000

0.35

1100

High micro hardness, high oxidation resistance and
hot hardness, suitable for high hard steel above 55HRC
milling.

Normal diamond
coating

8500

700

High hardness, thermal conductivity and wear
resistance, suitable for graphite machining.

Ultra-fine grain
diamond coating

8000

700

Smooth surface, good self-lubricity, hardness,
thermal conductivity and wear resistance, suitable
for nonferrous materials, carbon fiber composite
machining, etc.
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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

1200

1000

800

600 |

400

200

0 2000 2500 3000 3500 4000 Microhardness

Microhardness and Max. Service Temperature

Coefficient
Friction

0.5

04 |

TIAICrSIN

0.3

0.2

0.1

0 2000 2500 3000 3500 4000 Microhardness

Microhardness and Coefficient of Friction

GESAC _ 147




MILLING TOOLS | Solid Carbide Endmills

Universal High Performance Coating AICrSiN

@ Productivity increase due to significantly higher cutting speed

and feed for application in a wide range of materials.

Significantly enhance productivity.

@ Particular design of structure brings good balance between toughness,

AICrSiN Coating

thermo-shock stability and residual stress.
The Carbide Substrate

SEM Photograph of Coating

High Hardness Coating TiAICrSiN

@ Micro hardness up to 4000HV, with good wear resistance.
@ Special transition layer design to ensure the high bonding
strength between high hardness coating and substrate, adhesion

of up to 100N. TIAICrSiN coating
@ Nano composite coating design, have super strong oxidation resistance,

oxidation starts at temperatures as high as 1100°C,high temperature stability The,Carbide Substrate-*

SEM Photograph of Coating

Nano Coating AITIN

@ High aluminum content provides excellent hot hardness

and oxidation resistance.

@ Special method optimizes the structure of coating, significantly

improve stability, reducing the number of surface droplet. alfi§Poating

The Carbide Substrate

g a

SEM Photograph of Coating

Ultra-Fine Grain Diamond Coating

@ High purity diamond coating, with hardness up to

80GPa.

@ Ultra smooth and shiny surface, low coefficient
friction.

@ Suitable for finish machining nonferrous materials,

such
as graphite, aluminum, carbon fiber, ceramic, etc.

Surface Morphology

Normal diamond coating

@ High purity diamond coating, with hardness up to

80GPa.
@ High wear-resisting diamond coating, with extremely

Diamond Coating

high hardness
and strongly wear resistance.o

@ Suitable for graphite machining. The Carbide Substrate

SEM Photograph of Coating Surface Morphology
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Guidelines to lcons

Mark

Shank

Coating

Cutting
Condition

Helix

h5

AICrSi

TiAIN

AITiN

nano

=
S g
= =

AICIN/
TiSiN

AITiN/
TiSiN

N

=/
=
S
]

Description

ISO Standard Shank
h5

ISO Standard Shank
h5

AlCrN Coating

AICrSiN Coating

AITiN Coating
Helix

Nano Coating AlTiN

AICrN/TiSiN Coating

Nano Coating AITiN/
TiSiN

TIiAICrSiN Coating

Normal Diamond
Coating

Ultra-Fine Grain
Diamond Coating

For Side Milling

For Slotting

No.of

For Profile Milling Flutes

-20°Helix

20°Helix

-20°Helix

Mark

o
o
o
=
o
-
1540
[~
—

Solid Carbide Endmills |

Description

28°Helix

30°Helix

35°Helix

Variable Helix

40°Helix

45°Helix

Variable Helix

Variable Helix

Variable Helix

3639, 2830,1540

1 Flute Endmills

2 Flute Endmills

3 Flute Endmills

4 Flute Endmills

5 Flute Endmills

6 Flute Endmills

12 Flute Endmills

Endteeth
Type

Workpiece
Material

Mark

Ballnose

BE =ERkpGkERki

MILLING TOOLS

Description

Square End

Corner Radius

Ballnose

Square End with
Chamfer

Chamfer

Steels

Stainless Steels

Cast Iron

Non-ferrous
Materials

Heat-resistant
Super
Alloys,Titanium
Alloys

High Hardened
Materials
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Solid Carbide Endmills Identification System

UP210 -

L ©)

Workpiece (MCode of Series Series Description
UP210 Suitable for Steels&Cast Iron(<48HRC)
SP210 Suitable for High Efficiency Machining of Steels & Cast Iron(<48HRC)
UPR100 Suitable for Roughing of Steels & Cast Iron(<48HRC)
Steel, Cast Iron
UPN210 Suitable for Roughing of Steels & Cast Iron(<48HRC)
UPR210 QEA Suitable for Roughing of Steels & Cast Iron(<48HRC)
UPR300 RET suitable for Roughing of Steels & Cast Iron(<48HRC)
US200 Suitable for General Machining of Stainless Steel
Stainless Steel US300 Suitable for General Machining of Stainless Steel
$S200 Suitable for High Efficiency Machining of Stainless Steel
UA100 Suitable for General Machining of Aluminium Alloy
UA160 Suitable for General Machining of Aluminium Alloy
Aluminium Alloy SA100 Suitable for High Efficiency Machining of Aluminium Alloy
SA210 Suitable for high efficiency machining of aerospace Aluminium Alloys
SA300 Suitable for high speed machining of aerospace aluminium alloys
Graphite SG200 Suitable for High Speed Machining of Graphite
Composite Materials SD200 Suitable for Composite Material
Heat Resistant Super Alloys SN200 Suitable for High Efficiency Machining of Heat Resistant Super Alloys
ST210 Endmills for High Performance Machining of Titanium Alloys
Titanium Alloys.
ST300 Endmills for High Efficiency Machining for Titanium Alloys
High Hardened SH300-H Suitable for Exclusive Machining of Hardened Steels (45-70HRC)
Material FH200-H Suitable for High Feed Machining of Hardened Steels (35-65HRC)
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S S 2- 060 09

ceon L(©) L ©) L©) @em

(@Endteeth Type ®Length of Flute @No. of Flutes (®Diameter ®Code Characteristic
S Square N Reduce Neck 2 0.6mm 006 Square End\
Ballnose:
B Ballnos H Long Shank 3 6mm 060 1 a. Neck Length
. b. Flute Length
R Cornor Radius L Long Flute 4 10mm 100 6:06  10-10
C Square End S Short Flute 6
Blank Standard Cornor Radius:
2 r0.2-02
r1-10
Miniature:
3 C0.03-03
C0.13-13
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Solid Carbide Endmills Identification System

SPM200 -

L ©)

Workpiece (DCode of Series Series Description
Steel, Cast Iron, CopperAlloy High SPM200 Suitable for micro diameter of deep machining (<55HRC)
Hardened Material
Copper Alloy,Aluminium Alloy SAM200 QEM Suitable for micro diameter of copper alloy
High Hardened Material SH260-H QEM Suitable for General Machining  (35-60HRC)

SG200-M -

L (©)

‘ Workpiece @Code of Series Series Description

‘ Graphite SG200-M QEM  suitable for High Speed Machining of Graphite
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N

Solid Carbide Endmills

| MILLING TOOLS

2-1-4-0.1-V

ol @Ecoh o) Eep e Eop Eop

(®Diameter
0.6mm 0.6
6mm 6

@ No. of Flutes

(@Endteeth Type ®Length of Flute
S Squar N Reduce
B Ballnos H Long

Shank
R Cornor
L LongFlute
S Short Flute
Blank = Standard

oA W N

®Eigenvalues

neck length/shank
length/flute length

100mm

0.5mm 0.5

1mm 1

10mm 10
100

@Corner Radius ®Coating
symbol
0.5mm 0.5
Imm 1
No
None = Corner
Radius

R N 4-1-4-0.1-50

gom

el @D Ech Ech .Eop «Ee»

@Endteeth Type
S Squar
B Ballnos
R Cornor

‘ ®Total Length ‘

@Corner Radius
0.5mm 0.5
Imm 1
No
None  Corner
Radius

@Length of (®Diameter
FluteLength of
Flute 0.6mm 0.6
N Reduce 6mm 6
H Long
L Long @ No. of Flutes ®Eigenvalues
S Short neck length/shank
o 2 length/flute length
Blank = Standard 3 0.5mm 0.5
4 1mm 1
6 10mm 10
100mm 100

‘ 50mm
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Application Summary Of Solid Carbide Endmills

Carbon Steel,Alloy Steel
(<35HRC)

NS S

5 Alloy Steel (35-48HRC)

5 PH,Ferritic,Martensitic
Steel(<35HRC) NEW
1
2 Stainless Steel US200 | US300 $S200 SPM200
3
1 Grey Cast Iron,Nodular
5 Cast Iron
m (<32HRC)
3 High-alloy Cast Iron
(35-45HRC)
rought Aluminium Alloys/
1 Cast
2 Aluminium Alloys
(Si<12%)
5 Cast Aluminium Alloys (Si

m >12%)

4 CopperAlloys (<200HB)

Graphite. Composite
Material

Heat-resistant Alloys

B 3 (<450HB)

Titanium Alloys
(<400HB)

1 Hardened Steel(45-55HRC)

m 2 Hardened Steel(55-60HRC)

Hardened Steel(55-60HRC)
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Series Introduction

W' UP210 Endmills for General Purpose

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

® 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.

W SP210 Endmills for High Efficiency
Efficient Machining

e Suitable for high efficiency efficient machining of steels
& castiron (S48HRC).

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

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

Vo /)

Solid Carbide Endmills | MILLING TOOLS

A UPRI100 Endmills for Roughness
application

e Suitable for Roughness application of Steel and Cast
Iron(<48HRC)

® Special treatment for Flute geometry,Suitable for
groove and side milling application

A UPN210 Endmills for Rough Application

® Suitable for steels & cast iron semi-finishing and rough
milling, 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.

® With special chip-breaking design, make short chips in
the course of processing, smooth chip removal,

realized high quality stable machining

® Special R type groove design, ensure good chip
evacuation.
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Series Introduction

V' UPR210 Waveform Endmill

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

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

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

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

WV UPR 300 Waveform Endmills

e Suitable for roughing machining at big cutting

depth (ap), big cutting width (ae) of steels & cast iron
(<48HRC), with high metal removal rate.

® Adopts dense tooth type and waveform tooth design,
produced ultra-fine chip when processing,

Excellent chip removal, low resistance cutting
performance, low machine load.

® Special edge processing, effectively improve the tool’ s
collapse resistance and wear resistance during rough
machine process.

156 — GESAC

A US200 Endmills for General Machining
of Stainless Steel

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

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

US300 Endmill for General Machining of
Stainless Steel

e Suitable for rough milling, semi-finishing and finishing
of stainless steel (<280HB)

e Design for the small depth/large width in face milling,
large depth/small width in side milling .
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Series Introduction

A 55200 Endmill for High Efficiency Milling of Stainless Steel

® Suitable for high efficiency rough milling and semi-finishing of stainless steel (<280HB) .
® Variable helix angle and differential flute pitch, reduces and eliminates vibration.
e Applicable for high efficiency machining at large cutting depth (ap), large cutting width (ae), high material removal rate.

v UA100 Endmills for General Machining
of Aluminum Alloy

e Suitable for aluminum alloy (Si < 12%) and copper alloy
(< 200HB) general processing.

® Special edge design, reduces vibration, effectively solve
the crumbs.

® \Water cooling is the best cooling method.

A UA160 Endmills for General Machining
of Aluminum Alloy and Copper Alloy

e Suitable for roughing, semi-finishing and finishing of
aluminum alloy (Si<12%) and copperalloy (<200HB) .
® Special edge design, reduces vibration.

® Special edge preparation, good surface quality.

GESAC _ 157




MILLING TOOLS | Solid Carbide Endmills

Series Introduction

W SA210 high efficiency Aluminum Endmill

® High-Speed tools use waveform and Circumferential
flute damping design to achieve excellent vibration

® | ow-Speed tools use the polish technology to reduce
cutting force

® Special chip pocket design to improve chip removal and
to reach metal removal rate

A SA100 Endmill for High Efficiency
Milling of Aluminum Alloy

e Suitable for high efficiency rough milling and semi-
finishing of aluminum alloy (Si < 12%)

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

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

W sA300 Endmills for High efficient Machining of Aerospace Aluminium Alloys

e Suitable for high efficient machining of aerospace aluminium alloys
e Dynamic balance performance N=25000RPM , G2.5
® Unique sharp edges with light and smooth cutting performance improve processing efficiency and workpiece surface quality.
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Series Introduction

A SG 200 Endmills for Machining of Graphite

® 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 5G200-M Endmill for Graphite Mold A SD200 High performance Endmill for
composite material

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

e 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.

e Suitable for aerospace Carbon fiber composite material
side and groove milling

e Using diamond coating to improve tool life

® The left and right interleaved edge design can effectively
suppress the flanging and delamination of the workpiece
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Series Introduction

ST210 Endmills for High Performance
Machining of Titanium Alloys

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

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

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

® Special body for hard working materials, ensures
longer tool life.

A SN200 Endmills for High Efficient
Machining of Heat Resistant Alloys

® Suitable for rough, semi-finish and finish machining of
Heat Resistant Alloys.

® Special edge design ensures high rigidity and excellent
anti-vibration performance.

® Special circumference relief angle improves edge strength
and guarantees surface quality.

A SH260-H Endmills General-Purpose for Hardened Steels

e Suitable for Semi-Finishing and Finishing of 30~60HRC Hardened Steels;

® 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.

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

SH300-H Endmills Special for
Hardened Steels

e Suitable for Semi-Finishing and Finishing of 45~7T0HRC
Hardened Steels;

® Carbide substrate with high strength and toughness combined
with newhigh hard coating significantly lengthens the tool life.

® Special tool type design and high precise quality control ensure
excellent machining for hardened steels material.

A SAM 200 Endmills of Micro Diameter
for Deep Machining

e Suitable for Copper alloy material in deep groove
micromachining.

e New generation of cemented carbide substrate with
high performance Ti AICrSiN nano-coating.

® High precision of edge diameter, ball head contour
and shank( h5)

® Special angle and space avoidance design

FH200-H Endmills Special for Hardened
v Steels with High Feed

® 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.

® |atest 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

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

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

® 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)

Suitable  No.of
Material = Flutes

er g AICISIN
er g AICISIN
er g AICISIN

oL
1T
e
CEE
CEE
e s 2 R
< O 18
ol
| T
oLy~
oLy~
{3 pe
oLy
oLy

[2] “ AICISIN

Ballnose

rz] “ AICrSIN
Ballnose

©) mostsuitable () suitable
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En
dteeth Coating

Description

——

2Flute, Stub Length

2 Flute, Standard Length

—
——tf
——tly
—_—i
——

2Flute, with Long
Flute Length

2Flute, with Long
Shank Length

3Flute, Standard Length

4Flute, Stub Length

4Flute, Standard Length

4Flute, with Long Flute

Length —_—————re
4 Flute, with Long _
Shank Length —_—a
4Flute,acuteangle (T ————
4Flute 45" Helix T ——

2 Flute Corner Radius, .

with Long Shank Length
———ha
2 Flute Corner Radius, et
with Long Shank Length

6 Flute, Standard Length

2 Flute, Corner Radius

4 Flute, Corner Radius

4Flute, 45" Helix Pyl R
2 Flute, Ballnose ﬁ
2 Flute Ballnose, = i

with Long Shank Length

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~ D20

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

198

199

202

203

204

208

210

212

213

214

215

218

220

223

225

227

229

Cutting
Parameters
Page

457

457

457

457

457

458

458

458

458

458

458

458

457

457

458

458

458

460

460
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Endmill Catalog (by series)

Suitable No.of Endteeth
Materia Flutes — Type

UP210

ol V]
S

\/ AICISIN

AICISIN

£ 4
03 4
SP210
ﬂ g AICISIN
ﬂ g AICrSIN
. {4} AICISIN
Eral O
{4} g AICISIN
{4} M AICISIN
E‘»} g AICISIN
er AICrSIN
er AICrSIN
UPR100
:4] g AICrSIN
UPN210

o] --

©) mostsuitable () suitable
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Coating

Description
4Flute, Ballnose —
4 Flute, —
60° Chamfer Endmils m
4 Flute,
90° Chamfer Endmils ~UBA =
4 Flute,

120° Chamfer Endmils QBN E——

3 Flute, with Variable Helix [ — 71 T
3 Flute, Variable Helix iﬂili
with Chamfer

4 Flute, with Variable Helix —k
4 Flute, Variable - ii
Helix with Chamfer

4 Flute, Variable

Helix with Chamfer E——————— . .}
and with Reduced Neck

4 Flutes Corner Radius, :ﬂ
with Variable Helix

4 Flute Corner Radius

with Long Shank Lengthm

2 Flute, Ballnose _—
2 Flute Ballnose, >

with Long Shank Length

4 Flute, with Roughing |
Geometry

4 Flute, with Roughing
Geometry —

Type

UP210-B4

UP210-L60

UP210-L90

UP210-L120

SP210-S3

SP210-C3

SP210-S4

SP210-C4

SP210-CN4

SP210-R4

SP210-RH4

SP210-B2

SP210-BH2

UPR100-54

UPN210-54

Diameter
Range

D2~ D20

D4 ~ D20

D4 ~ D20

D4 ~ D20

D2.5~ D20

D6 ~ D16

D2~ D20

D3~ D20

D3~ D20

D3~ D16

D4 ~ D12

D1~ D12

D4 ~ D12

D6 ~ D20

D6 ~ D20

Dimension
Page

231

233

234

236

237

238

239

241

242

244

245

246

247

248

Cutting
Parameters
Page

460

461

461

461

461

461

462

462

462

462

462

463

463

464

467
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Endmill Catalog (by series)

Suitable  No.of

En
Material Flutes d_IEeeth e

UPR210
Stainless E"‘ Cham

Steel

CastIron U PR3OO

CIpe
SPM200
wwes (2] I3
e 0 A8
o

rJ
uS200
o)
ol
o 2
“ N
FIRE
L5
L~

4 Flute Square,

3/4 Flute Square,

2 Flute, Corner Radius

4 Flute, Corner Radius

2 Flute, Ballnose

2 Flute, Standard Length

4 Flute, Stub Length

4 Flute, Standard Length

4 Flute, with Long
Shank Length

2 Flute, Corner Radius

3 Flute, Corner Radius

A

SN 4 Flute, Corner Radius

P
D

Ballnose
“ TiAIN
Ballnose

@ most suitable Osuitable

p-

I\IY] 2 Flute, Standard Length

rx

)

4 Flute, Standard Length

=
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with Roughing Geometry

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Description

—

INEW I

with Roughing Geometry

S e—

S e

Endmills of Micro Diameter for Deep Machining
NEW I
Endmills of Micro Diameter for Deep Machining

——

Endmills of Micro Diameter for Deep Machining

e~ ]
=
TS~}

e

e —

Type

UPR210-54

UPR300-S3/54

SPM200-SN2

SPM200-RN2

SPM200-RN4

SPM200-BN2

US200-S2

US200-SS4

US200-54

US200-SN4

US200-R2

US200-R3

US200-R4

US200-B2

US200-B4

Diameter Range

D6 ~ D20

D6 ~ D20

D0.1~ D6

D0.2 ~ D6

D1~ D6

D0.1 ~ D6

D0.5 ~ D20

D2 ~ D20

D1~ D20

D2 ~ D20

D3~ D16

D2 ~ D20

D2~ D20

D1~ D20

D1~ D20

Dimension
Page

249

250

412

418

432

438

251

253

254

255

256

258

260

262

263

Cutting
Parameters
Page

466

468

497

507

529

534

470

471

471

471

470

470

471

471

471
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Endmill Catalog (by series)

; En ] ) . Cutting
Suitable  No.of . . Diameter Dimension
Material | Flutes theeth Coating Description Type Range Page Parameters
ype Page
P4‘ g W 4Flute, Stub Length — RS US300-S54 D1~ D4 264 472
Ly ‘ !é WA 4Flute, Standard Length B N Usa00s4 | DI~DI2 265 47
Stainless
55200
P‘ . ' 4 Flute, Stub Length, H -
l4d & O o Dle Helix with Chamfer & SS200-CS4 D2~ DI2 266 472
r4‘ g [IORN] 4 Flute, Variable Helix with Chamfer —[ee—Cmeng  $S5200-C4 D2 ~ D12 267 473
[J ! 2 Flute, Standard Length — | UAL00-S2 D1~ D12 268 473
[21 ! 2Flute, with Long Flute Length Pl UALOOSL2 | D2~DI12 270 473
[21 g 2Flute, with Long Shank Length Sy UAL00-SH2 D2~ D12 271 473
’ 3 l g 3Flute, Standard Length BT UAL00-S3 D2 ~ D20 272 474
Fg l g 3Flute, with Long Flute Length Eesssssalunmmn | UALOO-SL3 D2 ~ D20 274 474
Aluminium @& &
Alloys
FB] g 3Flute, with Long Shank Length  mss==s. | UA100-SH3 D2 ~ D20 275 474
-
rzl g 2Flute, Corner Radius [——— e VA [V D1~ D20 276 473
2Flute Corner Radius, S . -
rzl M with Long Shank Length e o UAIOO-RH2 | D6~ D20 279 473
Fg l M 3Flute, Corner Radius ! | UA100-R3 D2 ~ D20 281 474
-
3Flute Corner Radius ’
’ l . > —— - ~
3 g with Long Shank Length UAI00-RH3 = D6 ~ D20 284 474
rZJ “ 2 Flute, Ballnose E—— e | UA100-B2 D1~ D20 286 475
Ballnose

© mostsuitable () suitable
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by series)

. ) . - Cutting
Workpiece No.of Endteeth ) - Diameter  Dimension
Material | Flutes = Type Coating Description Type Range Page Pargr:giters
[2] g 2 Flute, Standard Length — | UA160-S2 D1~ D12 287 476
ﬂ g 3Flute, Standard Length —. | UA160-S3 D2~ D12 288 476
ute, Standard Lengt ' - - ~
4 4Fl Standard L h > UA160-S4 D4 ~ D12 289 476
:3 ! g 3Flute, Standard Length —e | SA100-S3 D3 ~ D12 290 477
Aluminium
Alloys SAle
Fg ‘ _ 3 Flute Comer Radius, e | 5/210-BW DI2~D25 291 478
P with Reduced Neck
. 3 Flute Corner Radius, [ — ik ]
:3 ! & it Redooad Mo B |SA210-HF D8 ~ D20 292 478
2 a 2 Flute Comer Radius, S.0  SA300-RN2 D6~D25 293 479
with Reduced Neck ey
. 3 Flute Corner Radius, —
' 3 ' & with Reduced Neck E———— | SA300-RN3 D6 ~ D32 294 479
Copper
Alloys m
Aluminium m g e Flute, Standard Length EEE—— | 000 O\ D01~ D6 446 545
Alloys Endmills of Micro Diameter for Deep Machining
rz] “ LB Flute, Ballnose m o e SAM200-BN2 D0.1 ~ D6 448 541
Ballnose

@ most suitable Osuitable
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Endmill Catalog (by series)

) ] . . Cutting
Workpiece No.of Endteeth : o Diameter Dimension
Material | Flutes  Type Coating Description Type Range Page Parggﬁge;ers
rzl ! n 2 Flute, Standard Ee—————ulemed  5G200-52 D0.4 ~ D12 295 480
ength
. 2 Flute, with
> —_—re—— - ~
[2] ! M B ok SG200-SN2 D1~ D12 297 480
Fg l n Irute, Standard ST D1~ D12 299 480
P ength
AN LN BRI e 55200-54 D2 ~ D12 301 480
| @ Length
) _ 2 Flute, Corner Bt SG200-R2 D1~ D12 302 480
Radius
7 B MM 2-iute ComerRadius, E— SG200-RN2 D1~ D6 304 480
with Long Shank Length
Graphite r4 ! g IO 4 Flute, Corner Radius Il |SG200-R4 D2 ~ D12 306 480
4 _ it Come Radius SG200-RN4 D2 ~ D12 307 480
With Reduced Neck
er “ B 2 Flute, Ballnose ——amgy  SG200-B2 D0.5 ~ D12 309 481
Ballnose
P) W M 2rluesalnose, e | 5G200-BN2 D0.5 ~ D12 310 481
s with Long Shank Length ’
= ] 4 Flute Corner Radius, e BREEY  SG200-M-RN4 D1~ D10 312 481
with reduced neck
EZJ “ M 2 Flute, Ballnose [ deES  SG200MB2 | D04~ D6 314 481
Ballnose
) U 2 Flute Ballnose, i f————  SG200-M-BN2 = D05~ D6 315 481
T Miniature Sizes with Neck :
g E !. IYI] 4 Flute, Standard Length e 5721054 D2 ~ D20 316 482
m _Macn Unequal Flute Spacing e | ST210-R4 D2 ~ D20 317 482

©) mostsuitable () suitable
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Solid Carbide Endmills

Endmill Catalog (by series)

Workpiece No.of Endteeth

Materia = Flutes  Type
ST210
s S
5

Ti;t\?lgiyusm lg
ST300
s B
=
SN200

Heat

wr v 1B
SD200

e 02 1S

Cl 5

Coating

= =
=] 5]
g g
= =

=
©
(=
=

= =
S S
= 4

AITiN

AITiN

=
=}
>

© mostsuitable () suitable
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Description

4 Flute, Corner Radius with
Reduced Neck Unequal
Flute Spacing

—ie

5Flute, Long Flute length
with Corner Radius
Unequal Flute Spacing

—_—
e

4 Flute, Ballnose
Unequal Flute Spacing

4 Flute, Corner Radius with
Reduced Neck Unequal Flute
Spacing, Internal Coolant

D

5Flute, Corner Radius with
Reduced Neck Unequal Flute
Spacing, Internal Coolant

4 Flute, Corner Radius
Unequal Flute Spacing

—_—
4 Flute, Ballnose “
Unequal Flute Spacing —

12 Flute, Ling tooth

2 Flute Compression

Type

ST210-RN4

ST210-RL5

ST210-B4

ST300-RN4

ST300-RN5

SN200-R4

SN200-B4

SD200-KDA

SD200-JD2

Diameter
Range

D12 ~ D25

D16 ~ D25

D2~ D20

D12 ~ D20

D16 ~ D25

D6 ~ D18

D6 ~ D16

D4 ~ D12

D4 ~ D12

Dimension
Page

319

320

321

322

323

324

325

326

Cutting
Parameters
Page

482

483

483

484

485

486

487

488

488
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by series)

Workpiece No.of Endteeth

Material ~ Flutes  Type

SH260-H
O
Gl IS

Y
Lid
o
o
A

Ld L

A A dd A d i

Hardened

©
¥
Steel [6.}
-
CJ
CJ
A

ON. -

on. -
O\

Coating

=

= = =
= = =
= = =
3 B

=]
=
S
3
£

=
=
S
2
=

=

= =] = = = =
= = = = = =
= = = = = =
= 3 2 B B

=]
=
S
3
£

=

N

= = =

= = =

= = =
B

=
=
S
%
=

TIAICFSIN

©) mostsuitable () suitable
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Description
2 Flute, Standard Length QA | —_——
2 Flute, Standard End m e -

With Reduced Nec

4 Flute, Standard Length QEM =m

4 Flute, with Long m [ -
Shank Length

4 Flute, Standard End
With Reduced Nec

4 Flute,Long Flute Length (AT .ﬂ
6 Flute, Standard Length QAR ..___..w
6 Flute, with Long z m
Shank Length m

6 Flute,Long Flute Length m '-——-m

2 Flute, Corner Radius m e

2 Flute Corner Radius, —
with Reduced Neck m

4Flute,ComnerRadius QAN S

4 Flute Corner Radius, _ .
with Long Shank Length e

4 Flute Corner Radius, m

with Long Shank Length — s
2 Flute, Ballnose [NEW JIE —
ail#tL?)E?lthoasnel; Length m L g
iAiFr:iuz:fu?:g?zzsseWith Neck (NEWD i

Type

SH260-S2-H

SH260-SN2-H

SH260-S4-H

SH260-SH4-H

SH260-SN4-H

SH260-SL4-H

SH260-S6-H

SH260-SH6-H

SH260-SL6-H

SH260-R2-H

SH260-RN2-H

SH260-R4-H

SH260-RH4-H

SH260-RN4-H

SH260-B2-H

SH260-BH2-H

SH260-BN2-H

Diameter
Range

D1~ D12

D1~ D6

D1~ D20

D1~ D20

D1~ D12

D1~ D16

D6 ~ D20

D6 ~ D20

D6 ~ D20

D1~ D6

D1~ D6

D1~ D12

D25~ D12

D1~ D12

D1~ D16

D2~ D12

D1~ D12

Dimension
Page

328

329

337

338

339

340

341

342

344

347

349

351

352

354

Cutting
Parameters
Page

489

489

490

490

490

490

490

490

490

489

489

490

490

490

491

491

491
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Endmill Catalog (by series)

Workpiece No.of Endteeth
Material = Flutes — Type

SH300-H

Hardened
Steel

el lRinleleleleleielele
EEEREREREEREERER

P17
Lalled
f=l=
HH

Coating

TIAICrSiN

T

AICrSIN

TIAICFSIN

TIAICHSI

=

TIAICHSI

=

TIAICSIN

TIAICKSIl

=

TIAICrS

TIAICHSI

TIAICKSIl

TIAICHSI

=

TIAICHSI

TIAICHSI

=

TIAICHSI

=

TIAICFSiN

TIAICFSIN

TIAICSIN

© mostsuitable () suitable
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Description

2 Flute, Standard Length

e

2 Flute, with Reduced [~ -

Neck Diameter

4 Flute, Stub Length

4 Flute, Standard Length

4 Flute, with Long
Shank Length

i

e
—Y

— —

4 Flute, Long Flute Length [,

4 Flute, with Reduced Neck ks s

6 Flute, Standard Length

6 Flute, Long
Shank Length

e

6 Flute, Long Flute Length .—m

2 Flute, Corner Radius

2 Flute Corner Radius,
with Long Shank Length

4 Flute, Corner Radius

4 Flute Corner Radius,
with Long Shank Length

4 Flute Corner Radius,
with Reduced Neck

6 Flute, Corner Radius

6 Flute Corner Radius,
with Long Shank Length

e

—

———
—y
I

—
SR ]

Type

SH300-S2-H

SH300-SN2-H

SH300-SS4-H

SH300-54-H

SH300-SH4-H

SH300-SL4-H

SH300-SN4-H

SH300-S6-H

SH300-SH6-H

SH300-SL6-H

SH300-R2-H

SH300-RN2-H

SH300-R4-H

SH300-RH4-H

SH300-RN4-H

SH300-R6-H

SH300-RH6-H

Diameter
Range

D1~ D12

D1~ D6

D1~D16

D1~D20

D1~D20

D1~ D20

D1~ D20

D6~D20

D6~D20

D6~D20

D1~D12

D1~D6

D1~D20

D1~ D20

D1~D12

D6~D20

D6~D20

Dimension
Page

356

357

358

360

362

364

366

370

371

372

373

375

376

380

383

389

391

Cutting
Parameters
Page

492

492

492

492

492

492

492

493

493

493

492

492

492

492

492

493

493
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| Solid Carbide Endmills

Endmill Catalog (by series)

Workpiece No.of Endteeth

Material ~ Flutes

Type Coating

SH300-H

CJ
CJ
CJ

P

s
A
L

Hardened 4‘
Steel o

“ TIAICKSIN
Ballnose
“ TIAICISIN
Ballnose
“ TIAICFSIN
Ballnose
“ TIAICISIN
Ballnose
“ TIAICrSiN
Ballnose
“ TIAICISIN
Ballnose

FH200-H

®

@ most suitable
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g TIAICESIN
g TIAICFSIN

TIAICESIN
g TIAICISIN
g TIAICISiN

=
HHHHH

Description

2 Flute, Ballnose I — ]

2 Flute Ballnose,

with Long Shank length —

2 FluteBallnose,

with Reduced Neck " ————d

4 Flute, Ballnose —ad

4 Flute Ballnose, with .
Long Shank Length e

4 Flute Ballnose, ; ='i
with Reduced Neck

4 Flute, Corner Radius :—H

4 Flute Corner Radius, -
. — L pe—"
with Reduced Neck

6 Flute, Corner Radius ————— .
6 Flute Corner Radius, ~——————— - _‘:
with Long Shank Length -

6 Flute Corner Radius, —

with reduced neck

Type

SH300-B2-H

SH300-BH2-H

SH300-BN2-H

SH300-B4-H

SH300-BH4-H

SH300-BN4-H

FH200-R4-H

FH200-RN4-H

FH200-R6-H

FH200-RH6-H

FH200-RN6-H

Diameter
Range

D0.6 ~ D12

D0.6 ~ D12

D0.6 ~ D12

D2 ~ D12

D2~D12

D2~D12

D1~ D12

D8 ~ D12

D6~D20

D6~D20

D6~D20

Dimension
Page

393

395

397

401

402

403

404

406

408

409

410

Cutting
Parameters
Page

493

493

493

494

494

494

495

495

495

495

495



GESAC _ 181

Solid Carbide Endmills | MILLING TOOLS




MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

el Coatin Description Type Diameter Range DllEnster Pacr:rtTtmgtgers
Flutes g P yp g Pag P

age
Square
KQJ IS 2 Flute, Stub Length —_— UP210-552 D1~ D16 198 457
m IS 2 Flute, Standard Length —ee  UP210S2 D1 ~ D20 199 457
[2] 2 Flute, Long Flute Length ——e et UP210-SL2 D2 ~ D20 201 457
m LS Flute, with Long Shank Length ———— e UP210-SH2 D2 ~ D20 202 457

ﬂ IWEY | 3 Flute, Standard Length —_—— e UP210-S3 D2~ D25 203 457
g LRI | 4 Flute, Stub Length e UP210-S4 D1~ D20 204 458

E JIOE] 4 Flute, Standard Length — el UP210-S4 D1~ D20 205 458

A! LS 4 Flute, Long Flute Length —_— e m UP210-SL4 D1~ D20 208 458
E IYURN] 4 Flute, with Long Shank Length RS =S UP210-SH4 D2 ~ D20 210 458

zg ISl 4 Flute, acute angle [NEW] —— UP210-SC4 D4 ~ D20 212 458
E YR | 4 Flute, 45° Helix El —— UP210-S4A D4 ~ D20 213 458
[6} IYURT] 6 Flute, Standard Length B —— ] UP210-S6 D6 ~ D20 214 458
ﬂ IS 3 Flute, with Variable Helix — Lo ke SP210-S3 D2.5~ D20 236 461
m IS 3 Flute, with Variable Helix with Chamfer —lyhe SP210C3 D6 ~ D20 237 461
:4] IS 4 Flute, with Variable Helix —— - IS D2 ~ D20 238 462

z! JYURT] 4 Flute, Variable Helix with Chamfer [ — SP210-C4 D3~ D25 239 462
[4} AICISIN gf;ﬁeyzﬂzbvlv‘ftﬁggémtez Neck —— SP210-CN4 D3 ~ D20 241 462

Ag I | 4 Flute Square End, with Roughing Geometry  f——l UPR100-54 D6 ~ D20 247 464
E}} LRI 4 Flute Square End, with Roughing Geometry NSl UPN210-S4 D6 ~ D20 248 467

© mostsuitable () suitable
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Endmill Catalog (by flute)

No.of ; A Diameter Dimension Cuting
Flutes Gentiing Beseipien Type Range Page Parg?ge;ers
Square

E ‘ég&gﬁi ig‘éifﬁgg;{wnh BN g  UPR210-S4 D6 ~ D20 249 466
E AN g/o“ugﬁitrfgs(g:;f;:yd’ with WEN g  UPR300-S3/S4 D6~ D20 250 468
O B it — eo— s 00105 a2
[2] 2 Flute, Standard Length el U200 DO5~D20 251 470
E 4 Flute, Stub Length . | US200-554 D2 ~ D20 253 471
El} 4 Flute, Standard Length (M~} US200-54 D1~ D20 254 471
E 4 Flute, with Reduced Neck — US200-SN4 D2 ~ D12 255 471

US200-SS4 D1~ D12 264 472

E 4 Flute, Stub Length .
r4 ! 4 Flute, Standard Length ﬂ- US300-54 D2~ D20 265 412
ﬂ

1 4 Flute, Stub Length, -
m AICISIN Variable Helix with Chamfer SS200-CS4 D2 ~ D12 266 472

r4 ’ M| 4 Flute, Variable Helix with Chamfer

$5200-C4 D2 ~ D12 267 472

ute, Standard Lengt - ~ D1

2 2 Flute, Standard Length UA100-S2 D1~ D12 268 473
2 2 Flute, Long Flute Length e et UA100-SL2 D2 ~ D12 270 473

g g - SRSy

m 2 Flute, with Long Shank Length — UA100-SH2 D2 ~ D12 271 473

ﬂ 3 Flute, Standard Length P i i UA100-S3 D2 ~ D20 272 474

E 3 Flute, Long Flute Length —— e UA100-SL3 D2 ~ D20 274 474

! 3 ! 3 Flute, with Long Shank Length ————— T T, UA100-SH3 D2 ~ D20 275 474

[QJ 2 Flute, Standard Length b T UA160-S2 D1~ D10 287 476

ﬂ 3 Flute, Standard Length — UA160-S3 D2 ~ D20 288 476

© most suitable () suitable
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Endmill Catalog (by flute)

E{S&gi Coating Description Type Dis;’r:]egteer Dir’r;gr;ion Parz;gﬁgzters
Square

E 4 Flute, Standard Length — UA160-S4 D4 ~ D20 289 476
ﬂ 3 Flute, Standard Length P— e I SA100-S3 D3~ D12 290 417
O || i 0S| oni~vs s s
[2] 2 Flute, Standard Length _——— SG200-S2 D0.4 ~ D12 295 480
rZJ 2 Flute, Standard End With Reduced Nec [— ] SG200-SN2 D1~ D12 297 480
ﬂ 3 Flute, Standard Length —_— e SG200-S3 D1~ D12 299 480
rél] 4 Flute, Standard Length —_— T SG200-54 D2 ~ D12 301 480

El} 6&“{;5;1 ?fi?fé;icﬂgth e sT20s4 D2 ~ D20 316 482
rzl 2 Flute, Standard Length [NEW| —— e SH260-S2-H D1~ D12 328 489
rzl 2futeSquarebnd, = WEll e SH260SN2H | D1~D6 329 489
E ] 4 Flute, Standard Length = i SH260-54-H D1~ D20 331 490
El} R 4 Flute with Long Shank Length (ANl Gy SH260-SH4-H D1~ D20 333 490
E TSN 4 Flute, with Reduced Neck m — e SH260-SN4-H D1~ D12 335 490
E}] IS 4 Flute, Long Flute Length [NEW] [—— SH260-SL4-H D1~ D16 337 490
EEE ] 6 Flute, Standard Length = e | SH260-56-H D6 ~ D20 338 490
E WO GFlute LongShank Length QT iy~ SH260-SH6-H D6~ D20 339 490
[6] I 6 Flute, Long Flute Length [NEW] iy | SH260-SL6H | D6~ D20 340 490
rz] U] | 2 Flute, Standard Length —— el SH300-S2-H D1~ D12 356 492

m Wl 2 Flute, with Reduced Neck Diameter [E— —g— SH300-SN2-H D1~ D6 357 492

© mostsuitable () suitable
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

Mo Coatin Description Type DI s DS eI Pacr:r::ierlirs
Flutes g P P Range Page P
age
Square
r4 ! WO 4 Flute, Stub Length feeeethanane | SH300-SS4H | D1~DI6 358 492
TIAICISIN 4 Flute, Standard Lengt! H300-S4-H D1~ D20 4!
4 lute, Standard Length - . SH300-S 2 360 92
r4‘ LT 4 Flute, with Long Shank Length SH300-SH4-H D1~ D20 362 492
g U 4 Flute, Long Flute Length itk | SH300-SL4-H | D1~ D20 364 492
{4} LU 4 Flute, with Reduced Neck B ——g SH300-SN4-H D1~ D20 366 492
| ‘ i
6 4 WL 6 Flute, Standard Length — SH300-S6-H D6 ~ D20 370 493

A - -
E{S_‘ R 6 Flute, Long Shank Length IS | SH300-SHE-H | D6 ~ D20 37 493

Y

=

I 6 Flute, Long Flute Length e | SH300-SL6-H | D6~ D20 312 493

Corner Radius
21 MR 2 Flute, Corner Radius — UP2I0R2 D1~ D20 215 457
faey| 2 Flute Corner Radius, E=———————aled  UP210RH2 D4 ~ D20 218 457

with Long Shank Length

IR 4 Flute, Corner Radius —————e  UP210R4 D1 ~ D20 220 458

ACISIN jv :Et nggrs”ﬁ;f;ﬁgfg’th f——————ia%  UP210RH4 D3~ D20 223 458
IS 4 Flute, 45° Helix [NEW] i | UP210-R4A D4 ~ D20 225 458
ACISIN @ﬁmﬁgﬁgﬂgﬁf'“s’ — - I D3~ D16 242 462
q 4 Flute Corner Radius,
Sl i1 (ong Shank Length ER =8  SP2I0RH4 D4 ~ D12 244 462
. 2 Flute, Corner RadiusEndmills of . ~
grol Micro Diameter for Deep Machining ! _ SPM200-RN2 D0.2 ~ D6 418 507
44 e 4 Flute, Corner RadiusEndmills of (N I — SPM200-RN4 D1~ D6 432 529

Micro Diameter for Deep Machining

2 Flute, Corner Radius el | Us200R2 D3~ D16 256 470

© mostsuitable () suitable

SeISiRiRItItIR(SS

=
=
=
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

el Coatin Description Type stz Dl nsiern Pacrgr:gtgers
Flute & P P Range Page P
age
Corner Radius
Fg ‘ I 3 Flute, Corner Radius g | US200-R3 D2 ~ D20 258 470
- .
E LW 4 Flute, Corner Radius iy, US200-R4 D2 ~ D20 260 471
2 Flute, Corner Radius — e | UAL00-R2 D6 ~ D20 276 473

2 Flute Corner Radius,

with Long Shank Length UA100-RH2 D1~ D20 279 473

3 Flute, Corner Radius UA100-R3 D1~ D20 281 474

3 Flute Corner Radius,

e
A5 UALOO-RH3 D1~ D20 284 474

with Long Shank Length e

a&t‘%eegﬁzgzrﬁsg&”i SA210-BW D12 ~ D25 291 478
3 Flute Comer Radius, with Reduced Neck [ T80 SA210-HF D8 ~ D20 292 478
2 Flute Corner Radius, with Reduced Neck E "-“ﬁ‘. SA300-RN2 D6 ~ D25 293 479
3 Flute Corner Radius, with Reduced Neck S iSS i  SA300-RN3 D6 ~ D32 294 479
2 Flute, Corner Radius —_— SG200-R2 D1~ D12 302 480
2 flute, Comer Radius —————— | SG200-RN2 D1 ~ D6 304 480
4 Flute, Corner Radius ——=uT  SG00-R4 D2 ~ D12 306 480
4 Flute, Corner Radius With Reduced Neck — e SG200-RN4 D2 ~ D12 307 480

eleisivlelelaferfalalalele

= =
= =
> >

4 Flute, Corner Radius With Reduced Neck b SG200-M-RN4 D1~ D10 312 481
; 4 Flute, Corner Radius
Bl requal Flute Spacing SN200-R4 D6 ~ D18 324 486
- ! 4Flute, Corner Radius —_— -
47 Bl Unequal Flute Spacing ﬂ ST210-R4 D2~ D20 3 482
r4 ’ AICTN 61“;5;[ Ef’u}gegﬁjggug R e e i | ST210-RN4 DI2~D25 319 482

@ most suitable () suitable
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

el Coatin Description Type Digimeier - Dlimersion Paﬁz:rtwrtmgtgers
Flutes & P P Range Page Page

Corner Radius
o e et iy eENRNUUNNY  S20RS | le~0 20 4
TV I e Groduvnrecdiol SNy s ooeow wm
mnen oo el ooy DN SN | D6~ w4
rzl WS | 2 Flute, Corner Radius e | SH260-R2-H D1~ D6 341 489
rz] TIACISN \i/ftlﬁtgégjégerR:cdtjus s | SH260-RN2-H D1~ D6 342 489
E LRI 4 Flute, Corner Radius

. 4 Flute Corner Radius,
E TAGSN with Long Shank Length

SH260-R4-H D1~ D12 344 490

= | SH260-RH4-H D2.5~ D12 347 490

EE EEE

E TIACHSIN ﬁt’@gﬁgﬁ:g&“s’ B0 | SH260-RN4H D1~ D12 349 490
EQJ WIS | 2 Flute, Corner Radius e | SH300-R2-H D1~ D12 373 492
rzl TWCISIN \iit’;eegzgzrﬁ:g&“s s | SH300-RN2H D1~ D6 375 492
E LB | 4 Flute, Comer Radius e | SH300-R4-H D1~ D20 376 492
E TCSN @im%ﬁgg‘gﬁfﬁ;‘fgth —— e | SH300-RH4-H | D1~ D20 380 49
E TGS jv iit’éeegﬁrcg%rﬁgg&us’ —— | 5300_RN4-H D1~ D12 383 492
[6] WS 6 Flute, Comer Radius f—ORE | S}1300-R6-H D6 ~ D20 389 493
E 6 ; TIACISIN Sﬁ’ig‘g’g‘ﬁ;ﬁfﬁé}fgth [REEEE | SH300-RH6-H D6 ~ D20 391 493
E L] 4 Flute, Comner Radius s | FH200-R4-H D1~ D12 404 495
r4 ! o JEA w;eegﬁggzrﬁsf;us’ = FH200-RN4-H D8 ~ D12 406 495
[6] T 6 Flute, Corner Radius —— FH200-R6-H D6 ~ D20 408 495
E 6 ; o S Hgfgogﬂgrﬂﬁ"?s:gth —8  FH200RHE-H | D6~ D20 409 495
56] s [ A —f FHXORNGH  D6~D20 410 495

©) mostsuitable () suitable
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Endmill Catalog (by flute)

el Coatin Description Type Dsmisiey DllEnster Pafaur;tie[jtgrs
Flutes & P P Range Page P

age
Ballnose

[21 LRI | 2 Flute, Ballnose =  UP210R2 D0.8 ~ D20 227 460
rz] LRI 2 Flute Ballnose,with Long Shank Length ———————ee  UP210-BH2 D2 ~ D20 229 460

E}} Y] 4 Flute, Ballnose =  UP210B4 D2 ~ D20 231 460
[2] IO 2 Flute, Ballnose —_— SP20R D1~ D12 245 463
[21 2 Flute Ballnose, with Long Shank length —_ SP210-BH2 D4 ~ D12 246 463
EZJ AICISiN érfg:‘:\?l’lsBz:‘lrh\A?éreo Diameter for Deep Machining SPM200-BN2 D0.1~ D6 438 534
[2] 2 Flute, Ballnose ﬂ US200-B2 D1~ D20 262 471
E}} 4 Flute, Ballnose Bl  US200-B4 D2~ D12 263 471
EQJ 2 Flute, Ballnose ey | UAL00-B2 D1~ D12 286 475
[2] TWCISIN ﬁlti"FJSGD’Ei{:‘é‘éﬁoEr”ge”;g'm;hining = SAM200-BN2 DO.1 ~ D6 448 547
er 2 Flute, Ballnose ———— R DO5~D12 309 481
rzl M 2 FluteBallnose, with Reduced Neck @ | SG200-BN2 D0.5~ D12 310 481
rZJ M 2 Flute, Ballnose . —a SG200-M-B2 D0.4 ~ D6 314 481
rZ] 2 Flute,Ballnose, With Reduced Neck - e SG200-M-BN2 D0.5 ~ D6 315 481
E 652”;3;1 Ef&ig";;adng R | SN200-B4 D6 ~ D16 325 487
E ‘GEL“;E;I Eﬂg%s;acing e  ST210-84 D2 ~ D20 31 483
[2] S 2 Flute, Ballnose [NEW] e | SH260-B2-H D1~ D16 351 491
rzl TWCSN iiwiﬁg“s”hf:& ength New i SH260-BH2-H D2 ~ D12 352 491
EJ TIACISIN @Et’;eegi lclggsﬁéck QEN sy  SH260-BN2-H D1~ DI12 354 491

©) mostsuitable () suitable
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

el Coatin Description Type Digimeier - Dlimersion Pacr:rztgtgers
Flutes & P P Range Page P

age
Ballnose
r2] LS 2 Flute, Ballnose e — SH300-B2-H D0.6 ~ D12 393 493
r2] LI 2 Flute Ballnose, with Long Shanklength e Sy SH300-BH2-H D0.6 ~ D12 395 493
[21 2 Flute,Ballnose, With Reduced Neck — i ol SH300-BN2-H D0.6 ~ D12 397 493
E WS 4 Flute, Ballnose — ) SH300-B4-H D2~ D12 401 494

SH300-BH4-H D2 ~ D12 402 494

E IR 4 Flute Ballnose, with Long Shank Length

r4 ! IS 4 Flute Ballnose, with Reduced Neck
Other

r4 ! 4 Flute, 60° Chamfer Endmils n@

S~
——
E JYORIl 4 Flute, 90° Chamfer Endmils [NEW| e UP210-L90 D4 ~ D20 406 495

SH300-BN4-H D2 ~ D12 403 494
UP210-L60 D4 ~ D20 404 495

UP210-L120 D4 ~ D20 408 495

m LS | 4 Flute, 120° Chamfer Endmils [NEW]
15‘ 12 Flute, Right-hand Helix,Fine-cross-nick

r2] ]Iy 2 Flute Herringbone

© mostsuitable () suitable

SD200-KDA D4 ~ D12 409 495

SD201-JD2 D4 ~ D12 410 495
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UP210-SS2

2 Flute, Stub Length

-cl _ _ %E - ¢ —..__ﬁ
=i ~ SrImsEmm

\i‘ See page 149 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-552-01002 1 2 50 4 1 [ J
UP210-552-01502 15 2 50 4 1 [ J
UP210-552-02003 2 3 50 4 1 [ J
UP210-552-02504 2.5 4 50 4 1 ([ J
UP210-552-03005 3 5 50 4 1 ©)
UP210-552-04006 4 6 50 4 2 (]
UP210-S52-05008 5 8 50 6 1 [ J
UP210-S52-06009 6 9 50 6 2 ([ J
UP210-S52-07010 7 10 60 8 1 ([ J
UP210-S52-08012 8 12 60 8 2 ([ J
UP210-S52-10015 10 15 75 10 2 o
UP210-S52-12018 12 18 75 12 2 o
UP210- S52-14021 14 21 100 14 2 O
UP210-552-16024 16 24 100 16 2 o
UP210- SS2-18027 18 27 100 18 2 O
UP210- $S2-20030 20 30 100 20 2 O

@Stock OAvailable upon Order D Tol
D<12 80
D>12 803

unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,T\oolSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(48HRCLLTF)
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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UP210-S2

2 Flute, Standard Length

Lc
- E—— =l @)oo -] LI |1
Lc

See page 8 for guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UP210-52-01003 1 3 50 4 1 ([ J
UP210-S2-01504 1.5 4 50 4 1 (]
UP210-S2-02006 2 6 50 4 1 ([ J
UP210-S2-02508 2.5 8 50 4 1 ( J
UP210-S2-03009 3 9 50 4 1 ()
UP210-S2-63009 3 9 50 6 1 ()
UP210-S2-03509 3.5 9 50 4 1 o
UP210-S2-63509 3.5 9 50 6 1 o
UP210-S2-04011 11 50 4 2 o
UP210-S2-64011 4 11 50 6 1 o
UP210-S2-04511 4.5 11 50 6 1 o
UP210-S2-04513 4.5 13 50 6 1 o
UP210-S2-05013 5 13 50 6 1 o
UP210-S2-05516 55 16 50 6 1 o
UP210-S2-06016 6 16 50 6 2 o
UP210-S2-06516 6.5 16 60 8 1 o
UP210-S2-07020 7 20 60 8 1 ([

@Stock OAvailable upon Order D Tol

D<12 So

D>12 803

unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,Ti)olSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(48HRCLLTF)
(<35HRC)
©) @) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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UP210-S2

2 Flute, Standard Length

© — — LL:E Figl f - =
=g ~ =@~ LIL]u

See page 149 or guidelines to icons

L
) Continuation
Ordering Code D Lc L d Figure No. 7

UP210-S2-07520 75 20 60 8 1 o
UP210-S2-08020 8 20 60 8 2 o
UP210-S2-08523 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 { ]
UP210-S2-10025 10 25 75 10 2 o
UP210-S2-10526 10.5 26 75 12 1 O
UP210-S2-11028 11 28 75 12 1 o
UP210-S2-12030 12 30 75 12 2 o
UP210-S2-13032 13 32 100 14 1 O
UP210-S2-14034 14 34 100 14 2 (]
UP210-S2-15036 15 36 100 16 1 O
UP210-S2-16036 16 36 100 16 2 (]
UP210-S2-17040 17 40 100 20 1 O
UP210-S2-18040 18 40 100 18 2 o
UP210-S2-19040 19 40 100 20 1 O
UP210-S2-20045 20 45 100 20 2 o

@Stock OAvailable upon Order D Tol

bsl2 80

b>12 Bo3

unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,T\oolSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(48HRCLLTF)
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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UP210-SL2

2 Flute, Long Flute Length

L

I EE—— e =l
: =@~ LU
Lc

See page 149 or guidelines to icons

L
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 o
UP210-SL2-04030 4 30 75 4 2 o
UP210-SL2-05030 5 30 75 6 1 o
UP210-SL2-06035 6 35 75 6 2 o
UP210-SL2-08040 8 40 100 8 2 o
UP210-SL2-10045 10 45 100 10 2 o
UP210-SL2-12050 12 50 100 12 2 o
UP210-SL2-14055 14 55 100 14 2 (]
UP210-SL2-16060 16 60 150 16 2 [ J
UP210-SL2-18065 18 65 150 18 2 [ J
UP210-SL2-20070 20 70 150 20 2 O

@Stock OAvailable upon Order D Tol

D<12 S

D>12 Sos

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
’ Alloy Steel,ToolSteel ] . .
AlloySteel N StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<3BHRO) (48HRCLLT)
(@) @] O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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UP210-SH2

2 Flute, with Long Shank Length

e ——
= =@~ L L

L See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock

UP210-SH2-02006 2 6 75 4 1 [ J
UP210-SH2-03009 3 9 75 4 1 ([ J
UP210-SH2-63012 3 12 75 6 1 [ ]
UP210-SH2-04011 4 11 75 4 2 ([ J
UP210-SH2-05020 5 20 75 6 1 o
UP210-SH2-06020 6 20 100 6 2 o
UP210-SH2-08025 8 25 100 8 2 o
UP210-SH2-10030 10 30 100 10 2 o
UP210-SH2-12035 12 35 100 12 2 o
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 o
UP210- SH2-18045 18 45 150 18 2 O
UP210-SH2-20045 20 45 150 20 2 O

@Stock OAvailable upon Order D Tol

bsl2 B0

b>12 Bo3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
’ Alloy Steel,ToolSteel ) . )
AlloySteel N StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ) (48HRCLLF)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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UP210-S3

3 Flute, Standard Length
-OL — | E{ Figl —
. —

et~ =] HL [u
Le See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UP210-S3-02006 2 6 50 4 1 (]
UP210-S3-03009 3 9 50 4 1 (]
UP210-53-04011 4 11 50 4 2 [ ]
UP210-53-05013 5 13 50 6 1 [ ]
UP210-S3-06016 6 16 50 6 2 o
UP210-S3-06516 6.5 16 60 8 1 (]
UP210-S3-08020 8 20 60 8 2 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 o
UP210-S3-25050 25 50 100 25 2 O

@Stock OAvailable upon Order D Tol

D<12 S0

b>12 Bo3

unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,Ts)olSteel StainlessSteel Castlron Aluminium Alloys Copper Alloys Graphite
(48HRCLLT)
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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UP210-SS4

4 Flute, Stub Length

) e— s T —i
_Lc_|
L
 —— =R e H L
LL See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-S54-01002 1 2 50 4 1 o
UP210-S54-01502 15 2 50 4 1 [ ]
UP210-5S54-02003 2 3 50 4 1 [ ]
UP210-S54-02504 2.5 4 50 4 1 O
UP210-S54-03005 3 5 50 4 1 [ J
UP210-S54-04006 4 6 50 4 2 ([ J
UP210-S54-05008 5 8 50 6 1 [ J
UP210-554-06009 6 9 50 6 2 ([ J
UP210-S54-07010 7 10 60 8 1 [ ]
UP210-554-08012 8 12 60 8 2 ( J
UP210-554-10015 10 15 75 10 2 ([ J
UP210-S54-12018 12 18 75 12 2 ([ J
UP210- SS4-14021 14 21 100 14 2 ([
UP210-S54-16024 16 24 100 16 2 ([
UP210- SS4-18027 18 27 100 18 2 O
UP210- SS4-20030 20 30 100 20 2 O
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 803
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca%\i@gé’ﬁgg’ A“Oézﬁsl&i?steel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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UP210-S4

4 Flute, Standard Length

L Le
L
 —— T =g L L
‘ Lc See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-54-01003 1 3 50 4 1 (]
UP210-54-61003 1 3 50 6 1 (]
UP210-54-01505 15 5 50 4 1 o
UP210-54-61505 15 5 50 6 1 (]
UP210-54-02006 2 6 50 4 1 (]
UP210-54-62006 2 6 50 6 1 o
UP210-54-02508 2.5 8 50 4 1 ]
UP210-54-62508 2.5 8 50 6 1 ]
UP210-54-03009 3 9 50 4 1 [ ]
UP210-54-63009 3 9 50 6 1 o
UP210-S4-03511 35 11 50 4 1 [ ]
UP210-54-63509 35 9 50 6 1 [ J
UP210-S4-04011 4 11 50 4 2 o
UP210-S4-64011 4 11 50 6 1 o
UP210-54-04511 4.5 11 50 6 1 o
@Stock OAvailable upon Order ) Tol
D<12 So
D>12 B3
unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,Ts)olSteel StainlessSteel Castlron Aluminium Alloys Copper Alloys Graphite
(48HRCLLT)
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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UP210-S4

4 Flute, Standard Length

© = + Lol Figt q
Lc
L
- N o e ".4! G lﬁl !lE
‘ Le See page 149 or guidelines to icons
- ) Continuation
Ordering Code D Lc L d Figure No. Stock
UP210-S4-05013 5 13 50 6 1 {
UP210-54-05516 5.5 16 50 6 1 [ ]
UP210-54-06016 6 16 50 6 2 [ ]
UP210-S4-06516 6.5 16 60 8 1 o
UP210-S4-07020 I 20 60 8 1 o
UP210-S4-07520 7.5 20 60 8 1 o
UP210-54-08020 8 20 60 8 2 o
UP210-S4-08523 8.5 23 75 10 1 ([
UP210-S4-09023 9 23 5 10 1 o
UP210-S4-09525 9.5 25 75 10 1 [
UP210-S4-10025 10 25 75 10 2 [ ]
UP210-S4-11028 11 28 75 12 1 [ ]
UP210-5S4-12030 12 30 75 12 2 [
UP210-54-13032 13 32 100 14 1 [ ]
UP210-54-14034 14 34 100 14 2 [ J
@Stock OAvailable upon Order D Tol
<2 §o
b>12 Bo3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
’ Alloy Steel,ToolSteel ) . )
AlloySteel N StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRO) (48HRCLLTF)
©) @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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UP210-S4

4 Flute, Standard Length

o — + E{ Figl
‘ Le
L
= _ Al Fig2
Aoy o
Lc
L
Ordering Code D
UP210-S4-15036 15
UP210-S4-16036 16
UP210-S4-17038 17
UP210-S4-18045 18
UP210-S4-20045 20
@Stock OAvailable upon Order
1234 5 123
Carbon Steel,
AlloySteel Alloz&t:gl(,;ﬁ%?teel StainlessSteel
(<35HRC)
(@) @] O

© Most Suitable () Suitable

Recommended Cutting Data 3 P458

Lc

36
36
38
45
45

100
100
100
100
100

Workpiece Material

123

Castlron

(©)

Solid Carbide Endmills | MILLING TOOLS

=it L

See page 149 or guidelines to icons

) Continuation

d Figure No. Stock
16 1 ([
16 2 [ J
18 1 O
18 2 ([ ]
20 2 [ ]
Tol
b<12 B0
D>12 Sos
unit (mm)

123 4 5

Aluminium Alloys Copper Alloys Graphite

GESAC _ 207




MILLING TOOLS | Solid Carbide Endmills

UP210-SL4

4 Flute, Long Flute Length

s =gl DL

See page 149 or guidelines to icons

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 ®
UP210-SL4-04020 4 20 60 4 2 ®
UP210-SL4-64020 4 20 75 6 1 ([ ]
UP210-SL4-04030 4 30 75 4 2 [ ]
UP210-SL4-05025 5 25 75 6 1 ®
UP210-SL4-05030 5 30 75 6 1 ®
UP210-SL4-06030 6 30 75 6 2 ®
UP210-SL4-06035 6 35 75 6 2 ®
UP210-SL4-08035 8 35 100 8 2 ®

@Stock OAvailable upon Order D Tol
D<12 802
. B3

unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,TE)olSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(48HRCLLTF)
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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UP210-SL4

4 Flute, Long Flute Length

e g
— < HL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc L d Figure No. Stock
UP210-SL4-08040 8 40 100 8 2 [ ]
UP210-SL4-10045 10 45 100 10 2 [
UP210-SL4-10050 10 50 100 10 2 [ ]
UP210-SL4-12045 12 45 100 12 2 [
UP210-SL4-12050 12 50 100 12 2 [
UP210-SL4-14045 14 45 100 14 2 [
UP210-SL4-16050 16 50 150 16 2 [ ]
UP210-SL4-16060 16 60 150 16 2 [ ]
UP210-SL4-16070 16 70 150 16 2 [ ]
UP210-SL4-18070 18 70 150 18 2 O
UP210-SL4-20070 20 70 150 20 2 [

@Stock OAvailable upon Order 2 el
D<12 S
D>12 Sos

unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,Ts)olSteel StainlessSteel Castlron Aluminium Alloys Copper Alloys Graphite
(48HRCLLT)
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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UP210-SH4

4 Flute, with Long Shank Length

| — — ,E Figl

| RS —_——Rw
= =i/ UL

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-SH4-02010 2 10 75 4 1 o
UP210-SH4-03012 3 12 75 4 1 o
UP210-SH4-03012H 3 12 100 4 1 O
UP210-SH4-04011 4 11 75 4 2 (]
UP210-SH4-04011H 4 11 100 4 2 (]
UP210-SH4-04015 4 15 75 4 2 ([ J
UP210-SH4-05020 5 20 75 6 1 ([ J
UP210-SH4-06016 6 16 75 6 2 ( J
UP210-SH4-06020 6 20 75 6 2 [ ]
UP210-SH4-06020H 6 20 100 6 2 {

@Stock OAvailable upon Order D Tol
D<12 S0
D>12 S

unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,TE)olSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(48HRCLLTF)
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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UP210-SH4

4 Flute, with Long Shank Length

=——TF=s3 — S
—_——— i <=9 UL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc L d Figure No. Stock
UP210-SH4-08020 8 20 100 8 2 o
UP210-SH4-08025 8 25 100 8 2 o
UP210-SH4-10030 10 30 100 10 2 (]
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 O
UP210-SH4-16036 16 36 150 16 2 {
UP210- SH4-18045 18 45 150 18 2 O
UP210-5H4-20045 20 45 150 20 2 [ ]

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

unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,Ts)olSteel StainlessSteel Castlron Aluminium Alloys Copper Alloys Graphite
(48HRCLLT)
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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UP210-SC4

4 Flute, acute angle

@| _ J@ﬁ@ﬁ ot E ﬁ
== - =i - UL

‘ Le

See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UP210-SC4-04011 4 11 50 4 2 o
UP210-SC4-06016 6 16 50 6 2 o
UP210-SC4-08020 8 20 60 8 2 (]
UP210-SC4-10025 10 25 75 10 2 ([ J
UP210-SC4-12030 12 30 75 12 2 ([ J
UP210-SC4-16036 16 36 100 16 2 O
UP210-5C4-20045 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol

D<12 S

D>12 803

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
’ Alloy Steel,ToolSteel ) . )
AlloySteel N StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ) (48HRCLLF)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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Solid Carbide Endmills | MILLING TOOLS

UP210-S4A

4 flute, 45° helix angle
= - T E Figl
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% See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UP210-S4A-04011 4 11 50 4 2 (]
UP210-S4A-06016 6 16 50 6 2 o
UP210-S4A-08020 8 20 60 8 2 o
UP210-S4A-10025 10 25 5 10 2 o
UP210-S4A-12030 12 30 75 12 2 o
UP210-S4A-16036 16 36 100 16 2 O
UP210-54A-20045 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol

D<12 S

b>12 B3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
’ Alloy Steel,ToolSteel ] . .
AlloySteel N StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<3BHRO) (48HRCLLT)
(@) @] O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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MILLING TOOLS | Solid Carbide Endmills

UP210-S6

6 Flute, Standard Length
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See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-S6-06015 6 15 50 6 2 [ ]
UP210-S6-08020 8 20 60 8 2 o
UP210-S6-10025 10 25 75 10 2 [
UP210-S6-12030 12 30 75 12 2 o
UP210- S6-14032 14 32 100 14 2 ©)
UP210-S6-16036 16 36 100 16 2 (]
UP210- S6-18040 18 40 100 18 2 O
UP210-S6-20045 20 45 100 20 2 (]

@Stock OAvailable upon Order D Tol
D<12 Sw
b>12 Bo3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
’ Alloy Steel,ToolSteel ) . )
AlloySteel N StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ) (48HRCLLF)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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Solid Carbide Endmills | MILLING TOOLS

UP210-R2

2 Flute Corner Radius
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5
i E— <@l UL [
hé
LLV See page 149 or guidelines to icons

L

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

@Stock OAvailable upon Order D el

<2 8

b>12 Bo3

unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,Ts)olSteel StainlessSteel Castlron Aluminium Alloys Copper Alloys Graphite
(48HRCLLT)
(<35HRC)
(©) © O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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MILLING TOOLS | Solid Carbide Endmills

UP210-R2

2 Flute Corner Radius

——Tga ~ ———ad
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LLV See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R2-05005 5 13 0.5 50 6 1 [ J
UP210-R2-05010 5 13 1 50 6 1 (]
UP210-R2-06005 6 16 0.5 50 6 2 { ]
UP210-R2-06010 6 16 1 50 6 2 o
UP210-R2-06015 6 16 15 50 6 2 {
UP210-R2-06020 6 16 2 50 6 2 {
UP210-R2-08003 8 20 0.3 60 8 2 O
UP210-R2-08005 8 20 0.5 60 8 2 (]
UP210-R2-08010 8 20 1 60 8 2 {
UP210-R2-08015 8 20 1.5 60 8 2 (]
UP210-R2-08020 8 20 2 60 8 2 O
UP210-R2-10003 10 25 0.3 75 10 2 O
UP210-R2-10005 10 25 0.5 75 10 2 ]
UP210-R2-10010 10 25 1 75 10 2 ]
UP210-R2-10015 10 25 15 75 10 2 ]
UP210-R2-10020 10 25 2 75 10 2 [ J
UP210-R2-10030 10 25 3 75 10 2 [ ]

@Stock OAvailable upon Order ol

<2 8

p>12 Bo3

unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca%\i@gé’ﬁgg’ Alloaéﬁgl&lﬁg{lf)teel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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Solid Carbide Endmills | MILLING TOOLS

UP210-R2

2 Flute Corner Radius

l —— R — ]

5
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LLV See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R2-12005 12 30 0.5 75 12 2 ]
UP210-R2-12010 12 30 1 75 12 2 [ J
UP210-R2-12015 12 30 15 75 12 2 [ J
UP210-R2-12020 12 30 2 75 12 2 [ J
UP210-R2-12030 12 30 3 75 12 2 [ J
UP210-R2-14010 14 32 1 100 14 2 O
UP210-R2-14020 14 32 2 100 14 2 O
UP210-R2-16005 16 36 0.5 100 16 2 O
UP210-R2-16010 16 36 1 100 16 2 ([ J
UP210-R2-16020 16 36 2 100 16 2 ( J
UP210-R2-16030 16 36 3 100 16 2 {
UP210-R2-18010 18 40 1 100 18 2 O
UP210-R2-18020 18 40 2 100 18 2 O
UP210-R2-20010 20 45 1 100 20 2 O
UP210-R2-20020 20 45 2 100 20 2 O

@Stock OAvailable upon Order D Tol

p<l2 80

b>12 Bo3

unit (mm)
Workpiece Material
P L K N
1234 5 123 123 123 4 5
Ca%i%%%gg, Allo?/étHeSlé'B%S)teel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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MILLING TOOLS | Solid Carbide Endmills

UP210-RH2

2 Flute Corner Radius, with Long Shank Length

pha— - D@‘@ﬁ —— )
_——— =lol--L1 ULl

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
UP210-RH2-04005 4 11 0.5 75 4 1 O
UP210-RH2-06005 6 16 0.5 75 6 2 ([ J
UP210-RH2-06010 6 16 1 75 6 2 ([ J
UP210-RH2-06015 6 16 15 75 6 2 ( J
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 (
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 (]
UP210-RH2-10020 10 25 2 100 10 2 O
UP210-RH2-12005 12 30 0.5 100 12 2 o
UP210-RH2-12010 12 30 1 100 12 2 o

@Stock OAvailable upon Order D Tol
bs12 802
b>12 B3

unit (mm)
Workpiece Material
P m [ N
1234 5 123 123 123 4 5
Ca%\i@gé’ﬁgg’ A“Oézﬁsl&i?steel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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Solid Carbide Endmills | MILLING TOOLS

UP210-RH2

2 Flute Corner Radius, with Long Shank Length

b — - D@‘@ﬁ —— )
et <ol ULl

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-RH2-12015 12 30 15 100 12 2 (]
UP210-RH2-12020 12 30 2 100 12 2 ([ J
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 [ ]
UP210-RH2-16010 16 36 1 150 16 2 (]
UP210-RH2-16015 16 36 15 150 16 2 [ ]
UP210-RH2-16020 16 36 2 150 16 2 [
UP210-RH2-18010 18 45 1 150 18 2 O
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
bsl2 B0
b>12 Bo3

unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,Ts)olSteel StainlessSteel Castlron Aluminium Alloys Copper Alloys Graphite
(48HRCLLT)
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P457
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4

4 Flute Corner Radius

= = - =g UL

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
UP210-R4-01002 1 3 0.2 50 4 1 O
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 (]
UP210-R4-03005 3 9 0.5 50 4 1 {
UP210-R4-04002 4 11 0.2 50 4 2 (]
UP210-R4-04003 4 11 0.3 50 4 2 {
UP210-R4-04005 4 11 0.5 50 4 2 {
UP210-R4-04010 4 11 1 50 4 2 (]
UP210-R4-04510 4.5 12 1 50 6 1 (]
UP210-R4-05002 5 13 0.2 50 6 1 o
UP210-R4-05005 5 13 0.5 50 6 1 o
UP210-R4-05010 5 13 1 50 6 1 ([
UP210-R4-05015 5 13 15 50 6 1 O
UP210-R4-06002 6 16 0.2 50 6 2 [
UP210-R4-06005 6 16 0.5 50 6 2 ([

@Stock OAvailable upon Orde D Tol
bs12 3o
b>12 Bo3

unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%e'_l(;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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Solid Carbide Endmills | MILLING TOOLS

UP210-R4

4 Flute Corner Radius

=] = =)L UL

L
< See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R4-06010 6 16 1 50 6 2 [ J
UP210-R4-06015 6 16 15 50 6 2 [ J
UP210-R4-08003 8 20 0.3 60 8 2 [ J
UP210-R4-08005 8 20 0.5 60 8 2 [ ]
UP210-R4-08010 8 20 1 60 8 2 [ J
UP210-R4-08015 8 20 15 60 8 2 [ J
UP210-R4-08020 8 20 2 60 8 2 [ J
UP210-R4-10002 10 25 0.2 75 10 2 ([ J
UP210-R4-10003 10 25 0.3 75 10 2 [ J
UP210-R4-10005 10 25 0.5 75 10 2 ([ J
UP210-R4-10010 10 25 1 75 10 2 ([ J
UP210-R4-10015 10 25 1.5 75 10 2 ([ J
UP210-R4-10020 10 25 2 75 10 2 (]
UP210-R4-10025 10 25 25 75 10 2 (]
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 (]

@Stock OAvailable upon Orde Tol
b<l2 802
b>12 Bo3

unit (mm)
Workpiece Material
P L K N
1234 5 123 123 123 4 5
Calxg;gisll, Alloy S(zege}_l',;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) © O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4

4 Flute Corner Radius

= = - =g UL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R4-12015 12 30 15 75 12 2 ([ J
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 o
UP210-R4-14010 14 32 1 100 14 2 o
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 (]
UP210-R4-18010 18 40 1 100 18 2 O
UP210-R4-18020 18 40 2 100 18 2 O
UP210-R4-20010 20 45 1 100 20 2 o
UP210-R4-20020 20 45 2 100 20 2 o
UP210-R4-20030 20 45 3 100 20 2 o
UP210-R4-20040 20 45 4 100 20 2 o
UP210-R4-20050 20 45 5 100 20 2 (]

@Stock OAvailable upon Order D el
<2 8o
b>12 Bo3

unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%e'_l(;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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Solid Carbide Endmills | MILLING TOOLS

UP210-RH4

4 Flute Corner Radius, with Long Shank Length
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‘ Lc See page 149 or guidelines to icons
L
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 ( J
UP210-RH4-06005 6 16 0.5 75 6 2 ([ J
UP210-RH4-06010 6 16 1 75 6 2 ( J
UP210-RH4-06015 6 16 15 75 6 2 O
UP210-RH4-08005 8 20 0.5 100 8 2 ()
UP210-RH4-08010 8 20 1 100 8 2 {
UP210-RH4-08015 8 20 15 100 8 2 {
UP210-RH4-08020 8 20 2 100 8 2 ([
UP210-RH4-10005 10 25 0.5 100 10 2 o
UP210-RH4-10010 10 25 1 100 10 2 o
UP210-RH4-10015 10 25 1.5 100 10 2 o
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 ([ J
UP210-RH4-12015 12 30 15 100 12 2 [ ]
UP210-RH4-12020 12 30 2 100 12 2 [
@Stock OAvailable upon Order D Tol
<2 8
b>12 Bo3
unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zege}_l',;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) © O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458

GESAC _ 223




MILLING TOOLS | Solid Carbide Endmills

UP210-RH4

4 Flute Corner Radius, with Long Shank Length

<
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Le See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc r L d Figure No. Stock
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 O
UP210-RH4-16010 16 36 1 150 16 2 [ J
UP210-RH4-16015 16 36 15 150 16 2 O
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 O
UP210-RH4-18020 18 45 2 150 18 2 O
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
b<12 B0
b>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zege'_l',;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458

224 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

UP210-R4A

4 Flute, Corner Radius-45°Helix

i C L SN

&
S ——— =)o -] UL |
h6 Helix

L#, See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
UP210-R4A-04005 4 11 0.5 50 4 2 [ J
UP210-R4A-04010 4 11 1 50 4 2 [ J
UP210-R4A-06005 6 16 0.5 50 6 2 [ J
UP210-R4A-06010 6 16 1 50 6 2 [ J
UP210-R4A-06015 6 16 1.5 50 6 2 O
UP210-R4A-08003 8 20 0.3 60 8 2 ([ J
UP210-R4A-08005 8 20 0.5 60 8 2 [ J
UP210-R4A-08010 8 20 1 60 8 2 ([ J
UP210-R4A-08015 8 20 15 60 8 2 O
UP210-R4A-08020 8 20 2 60 8 2 O
UP210-R4A-10002 10 25 0.2 75 10 2 (
UP210-R4A-10005 10 25 0.5 75 10 2 ( J
UP210-R4A-10010 10 25 1 75 10 2 (]
UP210-R4A-10015 10 25 15 75 10 2 O
UP210-R4A-10020 10 25 2 75 10 2 O

@Stock OAvailable upon Order D Tol

bsl2 80

b>12 Bo3

unit (mm)
Workpiece Material
P L K N
1234 5 123 123 123 4 5
Calxg;gisll, Alloy S(zege}_l(;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4A

4 Flute, Corner Radius-45°Helix
5,
Lc
.
=] - =gl UL

LL, See page 149 or guidelines to icons

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 o
UP210-R4A-12010 12 30 1 75 12 2 (]
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 25 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

b<12 802

b>12 Bo3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zege'_l',;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P458
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Solid Carbide Endmills | MILLING TOOLS

UP210-B2

2 Flute, Ballnose

Q,
1 /7 .
‘ Le
%.
=== = =@l M

Lc See page 149 or guidelines to icons

L

Ordering Code D R Lc L d Figure No. Stock
UP210-B2-00801 0.8 0.4 16 50 4 1 [ ]
UP210-B2-00901 0.9 0.45 1.8 50 4 1 [ J
UP210-B2-01002 1 0.5 2 50 4 1 [ J
UP210-B2-61002 1 0.5 2 50 6 1 ([ J
UP210-B2-01503 1.5 0.75 3 50 4 1 [ J
UP210-B2-61503 1.5 0.75 3 50 6 1 ([ J
UP210-B2-02004 2 1 4 50 4 1 ([ J
UP210-B2-62004 2 1 4 50 6 1 o
UP210-B2-02505 2.5 1.25 5 50 4 1 o
UP210-B2-03006 3 15 6 50 4 1 o
UP210-B2-63006 3 15 6 50 6 1 o
UP210-B2-04008 4 2 8 50 4 2 (]
UP210-B2-64008 4 2 8 50 6 1 (]
UP210-B2-05010 5 2.5 10 50 6 1 (]

@Stock OAvailable upon Order R Tol

R<15 S

15<R<3 | Qo5
R>12 Lo
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Calxg;gisll, Alloy S(zege}_l(;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P460
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MILLING TOOLS | Solid Carbide Endmills

UP210-B2

2 Flute, Ballnose

Q,
i 4 - |
Le
%.
@Lﬂ _ % Fig2 “ m

Lc See page 149 or guidelines to icons

L ) Continuation

Ordering Code D R Lc L d Figure No. Stock
UP210-B2-05510 55 2.75 10 50 6 1 O
UP210-B2-06012 6 3 12 50 6 2 [ J
UP210-B2-06012H 6 3 12 60 6 2 [ J
UP210-B2-07014 7 3.5 14 60 8 1 [ J
UP210-B2-08014 8 4 14 60 8 2 [ J
UP210-B2-09016 9 4.5 16 75 10 1 [ J
UP210-B2-10018 10 5 18 75 10 2 [ J
UP210-B2-11020 11 55 20 75 12 1 [ J
UP210-B2-12022 12 6 22 75 12 2 ([ J
UP210-B2-13026 13 6.5 26 90 14 1 O
UP210-B2-14026 14 7 26 90 14 2 [ J
UP210-B2-15030 15 75 30 100 16 1 ([ J
UP210-B2-16030 16 8 30 100 16 2 ([ J
UP210-B2-18034 18 9 34 100 18 2 O
UP210-B2-20038 20 10 38 100 20 2 o

@Stock OAvailable upon Order R Tol

R<LS So1

15<R<3 Jop5
R>3 802
unit(mm)
Workpiece Material
P m [ N
1234 5 123 123 123 4 5
Ca;ﬁ%;;:s:ll’ Alloy S(Z%e'_l(;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P460
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Solid Carbide Endmills | MILLING TOOLS

UP210-BH2

2 Flute Ballnose, with Long Shank Length

< P —
@1 } - - «@/ Figl ﬁ
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L
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= - Q-] U
L LL‘ See page 149 or guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
UP210-BH2-02004 2 1 4 75 4 1 o
UP210-BH2-62004 2 1 4 75 6 1 [ J
UP210-BH2-03006 3 15 6 75 4 1 [ J
UP210-BH2-63006 3 15 6 75 6 1 [ J
UP210-BH2-04008 4 2 8 75 4 2 [ J
UP210-BH2-64008 4 2 8 75 6 1 [ J
UP210-BH2-05010 5 2.5 10 75 6 1 [ J
UP210-BH2-06012 6 3 12 75 6 2 ([ J
UP210-BH2-06012H 6 3 12 100 6 2 O
UP210-BH2-07014 7 3.5 14 100 8 1 O
UP210-BH2-08014 8 4 14 100 8 2 ([ J
UP210-BH2-09016 9 4.5 16 100 10 1 O
UP210-BH2-10018 10 5 18 100 10 2 (]
UP210-BH2-11020 11 55 20 100 12 1 O
UP210-BH2-12022 12 6 22 100 12 2 o
UP210-BH2-14026 14 7 26 150 14 2 O
@Stock OAvailable upon Order R Tol
R<15 So1
15<R<3 Sois
R>3 S0
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Calxg;gisll, Alloy S(zege}_l',;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(@) ©) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P460
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MILLING TOOLS | Solid Carbide Endmills

UP210-BH2

2 Flute Ballnose, with Long Shank Length

> o — —
T = = ———
Le
L
Q.
T
he Helix  J Ballnose
Lc
L See page 149 or guidelines to icons
) Continuation
Ordering Code D R Lc L d Figure No. Stock
UP210-BH2-16030 16 8 30 150 16 2 [ ]
UP210-BH2-18034 18 9 34 150 18 2 O
UP210-BH2-20038 20 10 38 150 20 2 [ J
@Stock OAvailable upon Order R Tol
R<L5 Sa
15<R<3 | 8415
R=3 S0
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel ToolSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(48HRC)
(<35HRC)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P460
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UP210-B4

4 Flute, Ballnose

g r
= - N Figl ﬂ
Lc -
7 p-
== - =T

Lc See page 149 or guidelines to icons

L

Ordering Code D R Lc L d Figure No. Stock
UP210-B4-02004 2 1 4 50 4 1 [ J
UP210-B4-62004 2 1 4 50 6 1 [ J
UP210-B4-02505 2.5 1.25 5 50 4 1 O
UP210-B4-03006 3 15 6 50 4 1 [ J
UP210-B4-63006 3 15 6 50 6 1 [ J
UP210-B4-04008 4 2 8 50 4 2 ([ J
UP210-B4-64008 4 2 8 50 6 1 ([ J
UP210-B4-05010 5 2.5 10 50 6 1 ([ J
UP210-B4-06012 6 3 12 50 6 2 ([ J
UP210-B4-07014 7 3.5 14 60 8 1 ([ J
UP210-B4-08014 8 4 14 60 8 2 ([ J
UP210-B4-09016 9 4.5 16 75 10 1 O
UP210-B4-10018 10 5 18 75 10 2 (]
UP210-B4-11020 11 55 20 75 12 1 o
UP210-B4-12022 12 6 22 75 12 2 o
UP210-B4-14024 14 7 24 5 14 2 o

@Stock OAvailable upon Order R Tol

R<15 So1

15<R<3 Sois
R>3 S0
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Calxg;gisll, Alloy S(zege}_l(;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P460
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MILLING TOOLS |

UP210-B4

4 Flute, Ballnose

E\*

Solid Carbide Endmills

- — — Figl
L
< P
_ : e 4‘ ALCISiN m -
= Fig2 he l‘ m Ballnose
Lc See page 149 or guidelines to icons
L ) Continuation
Ordering Code D R Lc L d Figure No. Stock
UP210-B4-16030 16 8 30 100 16 2 ([ J
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 3o
15<R<3 | 8415
R=>3 02
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zege'_l',;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P460
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UP210-L60

4 Flute, 90° Chamfer Endmils

1

- G[ Figl ﬁ
™

L
=gl-[VIL
See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-L4-04060 4 35 50 4 1 (]
UP210-L4-06060 6 52 50 6 1 [ J
UP210-L4-08060 8 7 60 8 1 [ ]
UP210-L4-10060 10 8.7 75 10 1 [ ]
UP210-L4-12060 12 10.4 75 12 1 [ J
UP210-L4-16060 16 13.9 100 16 1 [ J
UP210-L4-20060 20 17.4 100 20 1 O
@Stock OAvailable upon Order D Tol
b<s12 802
D>12 803
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%ﬂ,;gl&eel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(@) @] O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P461
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UP210-L90

4 Flute, 90° Chamfer Endmils

- - - | ——
Le|
L
=gl [VIL
See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-L4-04090 4 2 50 4 1 o
UP210-L4-06090 6 3 50 6 1 [ ]
UP210-1.4-08090 8 4 60 8 1 [ ]
UP210-L4-10090 10 5 75 10 1 ([ J
UP210-L4-12090 12 6 75 12 1 o
UP210-L4-16090 16 8 100 16 1 [ J
UP210-L4-20090 20 10 100 20 1 O
@Stock OAvailable upon Order D Tol
D<12 S0
b>12 Bos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%e'_l',;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
©) @) O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P461
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UP210-L120

4 Flute, 120° Chamfer Endmils

] - - LE —)

L
=gl-[VIL
See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-L4-040120 4 1.2 50 4 1 (]
UP210-L4-060120 6 1.8 50 6 1 [
UP210-14-080120 8 2.4 60 8 1 (]
UP210-L4-100120 10 2.9 75 10 1 [ ]
UP210-L4-120120 12 35 75 12 1 o
UP210-L4-160120 16 4.6 100 16 1 o
UP210-L4-200120 20 5.8 100 20 1 O
@Stock OAvailable upon Order D Tol
D<12 S
D>12 Sos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%ﬂ,;gl&eel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(@) @] O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P461
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SP210-S3

3 Flute, with Variable Helix

== ——N
| ———_— el [~ L L [

LLV See page 149 or guidelines to icons

L

Ordering Code D Lc L d Figure No. Stock

SP210-53-02508 2.5 8 50 4 1 o

SP210-S3-03009 3 9 50 4 1 (]

SP210-53-04011 4 11 50 4 2 [ ]

SP210-S3-05013 5 13 50 6 1 ([ J

SP210-S3-06016 6 16 50 6 2 ([ J

SP210-53-08020 8 20 60 8 2 ([ J

SP210-53-10025 10 25 75 10 2 ([ J

SP210-S3-12030 12 30 75 12 2 ([ J

SP210-53-16036 16 36 100 16 2 [ J

SP210-53-20045 20 45 100 20 2 ([ J

@Stock OAvailable upon Order D Tol
bs12 802
b>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zege'_l',;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P461
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SP210-C3

3 Flute, Variable Helix with Chamfer
£
T S — N
l Lc o :
e
= = =4I UL
l %E{ Fig2 w Fg‘ AICISIN

LL, See page 149 or guidelines to icons

L
Ordering Code D Lc C L d Figure No. Stock
SP210-C3-06020 6 16 0.2 50 6 2 o
SP210-C3-08020 8 20 0.2 60 8 2 ([
SP210-C3-10030 10 25 0.3 75 10 2 o
SP210-C3-12030 12 30 0.3 75 12 2 o
SP210-C3-16030 16 36 0.3 100 16 2 O
@Stock OAvailable upon Order D Tol
D<12 S
D>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(zegil',;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(@) @] O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P461

GESAC _ 237
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SP210-S4

4 Flute, with Variable Helix

Lc
L
] ———— T o] L L U
‘_L, See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SP210-54-02006 2 6 50 4 1 [ J
SP210-54-62006 2 6 50 6 1 O
SP210-54-03009 3 9 50 4 1 ([ J
SP210-54-63009 3 9 50 6 1 ([ J
SP210-S4-04011 4 11 50 4 2 o
SP210-S4-64011 4 11 50 6 1 O
SP210-54-05013 5 13 50 6 1 ([ J
SP210-54-06016 6 16 50 6 2 ( J
SP210-S4-07020 7 20 60 8 1 o
SP210-S4-08020 8 20 60 8 2 o
SP210-54-10025 10 25 75 10 2 o
SP210-54-12030 12 30 75 12 2 {
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 S0
D>12 B
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%e'_l(;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P462
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SP210-C4

4 Flute, Variable Helix with Chamfer and with Reduced Neck

l e

— 1 -of Figl I ﬁ
Lc s
¢
== - =gl UL

‘ Lc See page 149 or guidelines to icons

L
Ordering Code D Lc C L d Figure No. Stock
SP210-C4-03003 3 9 0.03 50 4 1 o
SP210-C4-03013 3 9 0.13 50 4 1 o
SP210-C4-63008 3 8 0.15 57 6 1 o
SP210-C4-64011 4 11 0.15 57 6 1 (]
SP210-C4-04004 4 11 0.04 50 4 2 o
SP210-C4-04018 4 11 0.18 50 4 2 o
SP210-C4-05005 5 13 0.05 50 6 1 O
SP210-C4-05013 5 13 0.15 57 6 1 (]
SP210-C4-05020 5 13 0.2 50 6 1 (]
SP210-C4-06006 6 16 0.06 50 6 2 (]
SP210-C4-06013 6 13 0.2 57 6 2 (]
SP210-C4-06020 6 16 0.2 50 6 2 {
SP210-C4-06040 6 16 0.4 50 6 2 O
@Stock OAvailable upon Order D Tol
D<12 S0
b>12 Bo3
unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(zege}_l(;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P462
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SP210-C4

4 Flute, Variable Helix with Chamfer and with Reduced Neck

C
'c) — 1 = Figl
L
C
SIS =ig-L UL o
Lc See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc C L d Figure No. Stock
SP210-C4-08008 8 20 0.08 60 8 2 o
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 ([ J
SP210-C4-10022 10 22 0.3 2 10 2 [ J
SP210-C4-10030 10 25 0.3 75 10 2 ([ J
SP210-C4-12012 12 30 0.12 75 12 2 [ J
SP210-C4-12030 12 30 0.3 75 12 2 ([ J
SP210-C4-16015 16 36 0.15 100 16 2 O
SP210-C4-16040 16 36 0.4 100 16 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
D<12 80
D>12 B
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca;ﬁ%;;:s:ll’ Alloy S(Z%e'_l(;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P462
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SP210-CN4

4 Flute, Variable Helix with Chamfer and with Reduced Neck

"¢ - @% Figl ———

||

L1

. =gl UL o

‘ Lc

dp

Ll‘—’ See page 149 or guidelines to icons
L
Ordering Code D Lc C d2 L1 L d Figure No.  Stock
SP210-CN4-03013 3 10 0.13 29 18 75 4 1 O
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 58 24 100 6 2 (]
SP210-CN4-08020 8 20 0.2 75 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 [ ]
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 Tol
D<12 S0
b>12 Bo3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(zege}_l(;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(@) @] O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P462
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SP210-R4

4 Flute, with Variable Helix

<
e —a
| Le
L
<
o E——— =] S
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SP210-R4-03002 3 9 0.2 50 4 1 O
SP210-R4-03003 3 9 0.3 50 4 1 ( J
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-R4-05003 5 13 0.3 50 6 1 O
SP210-R4-05005 5 13 0.5 50 6 1 o
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 o
SP210-R4-06010 6 16 1 50 6 2 ([
SP210-R4-06015 6 16 1.5 50 6 2 (]
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 So3
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%e'_l(;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P462
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SP210-R4

47] Flute, with Variable Helix

<
L
L
<
== ~ gL UL u
‘ Le See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc r L d Figure No. Stock
SP210-R4-08005 8 20 0.5 60 8 2 [ ]
SP210-R4-08010 8 20 1.0 60 8 2 [ J
SP210-R4-08015 8 20 1.5 60 8 2 [ J
SP210-R4-08020 8 20 2 60 8 2 [ J
SP210-R4-10005 10 25 0.5 75 10 2 [ J
SP210-R4-10010 10 25 1 75 10 2 ([ J
SP210-R4-10015 10 25 1.5 75 10 2 [ J
SP210-R4-10020 10 25 2 75 10 2 o
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 ([ J
SP210-R4-12020 12 30 2 75 12 2 ([ J
SP210-R4-12030 12 30 3 75 12 2 ([ J
SP210-R4-14020 14 32 2 75 14 2 O
SP210-R4-16020 16 36 2 100 16 2 O
@Stock OAvailable upon Order D Tol
<2 8o
b>12 Bo3
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Calxg;gisll, Alloy S(zege}_l',;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) © O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P462
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SP210-RH4

4 Flute, with Long Shank Length, Variable Helix

<
] e R e
| L
L
<
; —— =i UL [
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SP210-RH4-04005 4 11 0.5 75 4 2 [ ]
SP210-RH4-06005 6 15 0.5 75 6 2 [ ]
SP210-RH4-08005 8 20 0.5 100 8 2 (]
SP210-RH4-08010 8 20 1 100 8 2 [
SP210-RH4-10005 10 25 0.5 100 10 2 ([
SP210-RH4-10010 10 25 1 100 10 2 ([
SP210-RH4-12010 12 30 1 100 12 2 ([
@Stock OAvailable upon Order D Tol
<2 8o
b>12 Bo3
unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zege'_l',;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P462
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SP210-B2

2 Flute, Ballnose

7 - J@? g —
<
“’U - % Fig2 @ ACISiN g m

Lc See page 149 or guidelines to icons

L

Ordering Code D R Lc L d Figure No. Stock
SP210-B2-01002 1 0.5 2 50 4 1 [ J
SP210-B2-61002 1 0.5 2 50 6 1 O
SP210-B2-01503 15 0.75 3 50 4 1 [ J
SP210-B2-61503 15 0.75 3 50 6 1 [ J
SP210-B2-02004 2 1 4 50 4 1 [ J
SP210-B2-62004 2 1 4 50 6 1 ([ J
SP210-B2-03006 3 15 6 50 4 1 ([ J
SP210-B2-63006 3 15 6 50 6 1 ([ J
SP210-B2-04008 4 2 8 50 4 2 ([ J
SP210-B2-06012 6 3 12 50 6 2 ([ J
SP210-B2-06012H 6 3 12 60 6 2 [
SP210-B2-08014 8 4 14 60 8 2 o
SP210-B2-10018 10 5 18 75 10 2 o
SP210-B2-11020 11 5.5 20 75 12 1 O
SP210-B2-12022 12 6 22 75 12 2 o

@Stock OAvailable upon Order R Tol
R<15 So1

15<R<3 R
R>3 So
unit (mm)

Workpiece Material

P L K N

1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(zege}_l(;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P463
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SP210-BH2

2 Flute Ballnose, with Long Shank length

%
1 T=¥ - _
- i — — Figl
Lc
Q.
—- e o -
= AICISIN
| = =< @[] \na

L See page 149 or guidelines to icons

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 ([ J
SP210-BH2-02004 2 1 4 75 4 1 [
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-BH2-04008H 4 2 8 100 4 2 o
SP210-BH2-64008 4 2 8 75 6 1 o
SP210-BH2-06012 6 3 12 75 6 2 o
SP210-BH2-06012H 6 3 12 100 6 2 o
SP210-BH2-08014 8 4 14 75 8 2 (]
SP210-BH2-08014H 8 4 14 100 8 2 (]
SP210-BH2-10018 10 5 18 100 10 2 o
SP210-BH2-12022 12 6 22 100 12 2 o

@Stock OAvailable upon Order R Tol

R<LS S

15<R<3 Bois
R>3 So
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca;ﬁ%;;:s:ll’ Alloy S(Z%e'_l(;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
©) @) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P463
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UPR100-S4

4 Flute, with Rough

ing Geometry

< — — E Figl
Le
L
- _ Fig2
L
Ordering Code D
UPR100-54-06015 6
UPR100-5S4-08020 8
UPR100-54-10025 10
UPR100-S4-12030 12
UPR100-S4-14034 14
UPR100-S4-16036 16
UPR100-S4-20045 20
@Stock OAvailable upon Order
1234 5 123
Carbon Steel,
AlloySteel Alloy Steel ToolSteel StainlessSteel
(<35HRC) (48HRC)
(@) @] O

© Most Suitable () Suitable

Recommended Cutting Data 3 P464

Lc

15
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100
100

Workpiece Material

123

Castlron

(©)

Solid Carbide Endmills | MILLING TOOLS

=] L L

10
12
14
16
20

123

Aluminium Alloys

See page 149 or guidelines to icons

Figure No. Stock

2 o
2 o
2 ([
2 [ ]
2 [ ]
2 [ J
2 [ J

D Tol

b<e6 803

6<p<10 84

D>10 805

unit (mm)

4 5

Copper Alloys Graphite
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UPN210-S4

4 Flute, with Roughing Geometry

L
_ Fig2 s AICSIN
: : ] L [
See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
UPN210-54-06016 6 16 0.2 50 6 2 {
UPN210-54-08020 8 20 0.2 60 8 2
UPN210-54-10025 10 25 0.3 75 10 2 o
UPN210-54-12030 12 30 0.3 75 12 2 (]
UPN210-54-16036 16 36 0.4 100 16 2 o
UPN210-54-20045 20 45 0.5 100 20 2 ([
@Stock OAvailable upon Order D ol
b<6 B3
6<D<10 8o,
b>10 Bos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zege'_l',;gt))lSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
©) O O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P467
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UPR210-54

4 Flute, with Roughing Geometry

L
= . =9l UL
See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
UPR210-S4-06016 6 16 0.2 50 6 2 ([ J
UPR210-S4-08020 8 20 0.2 60 8 2 ( J
UPR210-5S4-10025 10 25 0.3 75 10 2 o
UPR210-S4-12030 12 30 0.3 75 12 2 ( J
UPR210-54-16036 16 36 0.4 100 16 2 ([ J
UPR210-54-20045 20 45 0.5 100 20 2 o
@Stock OAvailable upon Order D Tol
D<6 B3
6<D<10 8o,
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(zege}_l(;cc)?lSteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
(@) O O @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P466
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UPR300-S3/S4

3/4 Flute, with Roughing Geometry

9

/
Le
hmt LA eI R= AT

See page 149 or guidelines to icons

<
/
- - |
Le
L

Ordering Code D Lc C L d Figure No. Stock
UPR300-53-06016 6 16 0.2 50 6 2 O
UPR300-S3-08020 8 20 0.2 60 8 2 O
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 ([ J
UPR210-54-20045 20 45 0.5 100 20 2 ( J

@Stock OAvailable upon Order D Tol

p<b S03

6<D<10 Sos

b>10 Bos

unit (mm)

Workpiece Material

P M K H

1234 5 123 123 1 23
Carbon Steel
’ Alloy Steel,ToolSteel ) Hardened Steels Hardened Steels
AlloySteel ’ StainlessSteel Cast Iron -
(<IBHRQ (48HRC) (45-55HRC) (>55HRC)
@] @) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P469
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Solid Carbide Endmills | MILLING TOOLS

US200-S2

2 Flute, Standard Length

,c} _ _ @‘E[ Figl % .*

=51 ~ =@l ] UL u
6
Le See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

US200-S2-00501 0.5 1 50 4 1 o
US200-52-00802 0.8 2 50 4 1 o
US200-S2-01003 1 3 50 4 1 (]
US200-52-01504 15 4 50 4 1 o
US200-52-02006 2 6 50 4 1 o
US200-52-02508 25 8 50 4 1 o
US200-52-63008 3 8 50 6 1 o
US200-52-03009 3 9 50 4 1 o
US200-52-03510 35 10 50 4 1 O

@Stock OAvailable upon Order D Tol

D<12 Soa

D>12 Sos

unit (mm)

Workpiece Material

P M K S|

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Zese'_l(;gc))lSteel StainlessSteel CastIron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O ©) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P470
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MILLING TOOLS | Solid Carbide Endmills

US200-S2

2 Flute, Standard Length

T3 =~ T

4 e @[ ] L L [
Le See page 149 or guidelines to icons

L ) Continuation
Ordering Code D Lc L d Figure No. Stock

US200-52-04011 4 11 50 4 2 @
US200-52-64011 4 11 50 6 1 O
US200-52-05013 5 13 50 6 1 @
US200-52-06016 6 16 50 6 2 [ ]
US200-52-08020 8 20 60 8 2 [
US200-52-10025 10 25 75 10 2 [ J
US200-52-12030 12 30 75 12 2 ([ J
US200-52-16036 16 36 100 16 2 O
US200-52-20045 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol

D<12 S0

D>12 Sos

unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(zege'_ll,;g?lSteel StainlessSteel CastIron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P470
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Solid Carbide Endmills | MILLING TOOLS

US200-SS4

4 Flute, Stub Length

e R —

Lc

uL - - q Fig2 rA,} TIAIN gE

LL See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

US200-554-02004 2 4 50 4 1 o
US200-S54-03004 3 4 50 4 1 ([
US200-554-04006 4 6 50 4 2 O
US200-SS54-05008 5 8 50 6 1 O
US200-S54-06009 6 9 50 6 2 O
US200-S54-08010 8 10 60 8 2 O
US200-S54-10012 10 12 75 10 2 O
US200-S54-12016 12 16 75 12 2 O
US200-S54-14020 14 20 75 14 2 (©)
US200-S54-16024 16 24 100 16 2 O
US200-S54-18027 18 27 100 18 2 O
US200-SS4-20030 20 30 100 20 2 O

@Stock OAvailable upon Order el

D<12 S

D>12 Sos

unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Zese'_l(;gc))lSteel StainlessSteel CastIron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O ©) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P471
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MILLING TOOLS | Solid Carbide Endmills

US200-S4

4 Flute, Standard Length

=13 B S
| Le :
L
=] =Rl LL
LL, See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
US200-54-01003 1 3 50 4 1 [ ]
US200-54-01504 1.5 4 50 4 1 [ ]
US200-54-02006 2 6 50 4 1 [ ]
US200-54-02508 2.5 8 50 4 1 (]
US200-54-63008 3 8 50 6 1 [
US200-54-03009 3 9 50 4 1 ([ J
US200-54-03510 35 10 50 4 1 ([ J
US200-54-04011 4 11 50 4 2 ( J
US200-54-64011 4 11 50 6 1 (]
US200-54-05013 5 13 50 6 1 (]
US200-54-06016 6 16 50 6 2 o
US200-54-08020 8 20 60 8 2 o
US200-54-10025 10 25 75 10 2 o
US200-54-12030 12 30 75 12 2 o
US200-54-16036 16 36 100 16 2 o
US200-54-20045 20 45 100 20 2 o
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 803
unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4

Carbon Steel, Alloy Steel,ToolSteel

AlloySteel (48HRO) StainlessSteel CastIron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P471
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Solid Carbide Endmills | MILLING TOOLS

US200-SN4

4 Flute,with Reduced Neck Diameter

- - - B ﬁ*@ﬁ Figl M
Le

L1

e =l 1T

- LI See page 149 or guidelines to icons
Ordering Code D Lc d2 L1 L d Figure No. Stock
US200-SN4-02008 2 4 1.9 8 50 4 1 O
US200-SN4-04012 4 8 3.8 12 50 4 2
US200-SN4-06018 6 13 58 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 Tol
bs12 B0
D>12 Sos
unit (mm)

Workpiece Material

P M K S|

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Zege'_l(;gc))lSteel StainlessSteel CastIron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O @) O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P471
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MILLING TOOLS | Solid Carbide Endmills

US200-R2

2 Flute,Corner Radius

LoLe |

r

g =@ UL

Le

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
US200-R2-03003 3 9 0.3 50 4 1 o
US200-R2-03005 3 9 0.5 50 4 1 O
US200-R2-04002 4 11 0.2 50 4 2 (]
US200-R2-64002 4 11 0.2 50 6 1 O
US200-R2-04003 4 11 0.3 50 4 2 (]
US200-R2-64003 4 11 0.3 50 6 1 O
US200-R2-64005 4 11 0.5 50 6 1 (]
US200-R2-05002 5 13 0.2 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-R2-06005 6 16 0.5 50 6 2 O

@Stock OAvailable upon Order D Tol
D<12 S0
D>12 B

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) Y
O O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P470
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Solid Carbide Endmills | MILLING TOOLS

US200-R2

2 Flute,Corner Radius

B - - M«é{ Figl “
e
4 - - x_ﬁj fie2 ﬁgﬂm

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
US200-R2-08005 8 20 0.5 60 8 2 o
US200-R2-08010 8 20 1 60 8 2 [ J
US200-R2-10005 10 25 0.5 75 10 2 [ J
US200-R2-10010 10 25 1 75 10 2 O
US200-R2-10015 10 25 1.5 75 10 2 O
US200-R2-12005 12 30 0.5 75 12 2 O
US200-R2-12010 12 30 1 75 12 2 O
US200-R2-12015 12 30 15 75 12 2 O
US200-R2-16005 16 36 0.5 100 16 2 O
US200-R2-16010 16 36 1 100 16 2 O
US200-R2-16020 16 36 2 100 16 2 (]
US200-R2-16030 16 36 3 100 16 2 O

@Stock OAvailable upon Order D Tol
D<12 S0
D>12 803

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Alljmgn '; m Copper Alloys Graphite
(<35HRC) Y
O O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P470
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MILLING TOOLS | Solid Carbide Endmills

US200-R3

3 Flute,Corner Radius
} | J&% -
] ———— o R e [~ Y e ||

Le See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
US200-R3-02001 2 6 0.1 50 4 1 O
US200-R3-02002 2 6 0.2 50 4 1 o
US200-R3-04002 4 11 0.2 50 4 2 ]
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 (]
US200-R3-08005 8 20 0.5 60 8 2 (]
US200-R3-08010 8 20 1 60 8 2 (]
US200-R3-10005 10 25 0.5 75 10 2 O
US200-R3-10010 10 25 1 75 10 2 {
US200-R3-10015 10 25 1.5 75 10 2 O
US200-R3-10020 10 25 2 75 10 2 o

@Stock OAvailable upon Order D Tol

bs12 B0

b>12 Bo3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;lmum Copper Alloys Graphite
(<35HRC) 0ys

O O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P470
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Solid Carbide Endmills | MILLING TOOLS

US200-R3

3 Flute,Corner Radius

==y -~ |
 ———t =lad ] L L

LL See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
US200-R3-12005 12 30 0.5 75 12 2 [ J
US200-R3-12010 12 30 1 75 12 2 [ ]
US200-R3-12015 12 30 1.5 75 12 2 [ ]
US200-R3-16005 16 36 0.5 100 16 2 [ ]
US200-R3-16010 16 36 1 100 16 2 [ ]
US200-R3-16020 16 36 2 100 16 2 [ J
US200-R3-16030 16 36 3 100 16 2 (]
US200-R3-20005 20 45 0.5 100 20 2 [
US200-R3-20010 20 45 1 100 20 2 (]
US200-R3-20020 20 45 2 100 20 2 (]
US200-R3-20040 20 45 4 100 20 2 ([

@Stock OAvailable upon Order D Tol

D<12 80

b>12 Bo3

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

Carbon Steel,

AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Alljmgy;m Copper Alloys Graphite
(<35HRC)
O O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P470
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MILLING TOOLS | Solid Carbide Endmills

US200-R4/RS4

4 Flute,Corner Radius/Corner Radius with Stub length

iy

=1 = =
== ~ =g HL U

LL_ See page 149 or guidelines to icons

L
Ordering Code D Lc r L d Figure No. Stock
US200-R4-02002 2 6 0.2 50 4 1 o
US200-R4-03003 3 9 0.3 50 4 1 (]
US200-R4-03005 3 9 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 (]
US200-R4-04003 4 11 0.3 50 4 2 (]
US200-R4-04005 4 11 0.5 50 4 2 o
US200-R4-05005 5 13 0.5 50 6 1 o
US200-R4-06005 6 16 0.5 50 6 2 o
US200-RS4-06005 6 5 0.5 50 6 2 ()
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 B
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) y
O O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P471
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Solid Carbide Endmills | MILLING TOOLS

US200-R4

4 Flute,Corner Radius

| [
S e 2 g o ] S ()

LL_ See page 149 or guidelines to icons

L ) Continuation

Ordering Code D Lc r L d Figure No. Stock
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 [ ]
US200-R4-10005 10 25 0.5 75 10 2 [ ]
US200-R4-10010 10 25 1 75 10 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 O
US200-R4-16015 16 36 1.5 100 16 2 o
US200-R4-20010 20 45 1 100 20 2 @)

@Stock OAvailable upon Order D Tol

D<12 S0

> §o

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite
(<35HRC) oys

O O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P471
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MILLING TOOLS | Solid Carbide Endmills

US200-B2

2 Flute,Ballnose

- =¥ r eSS
o —— =R SIS0

LL See page 149 or guidelines to icons

L
Ordering Code D Lc R L d Figure No. Stock
US200-B2-01002 1 2 0.5 50 4 1 o
US200-B2-01503 1.5 3 0.75 50 4 1 { ]
US200-B2-02004 2 4 1 50 4 1 o
US200-B2-03006 3 6 15 50 4 1 (]
US200-B2-63006 3 6 15 50 6 1 o
US200-B2-04008 4 8 2 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 o
US200-B2-08014 8 14 4 60 8 2 o
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
US200-B2-20038 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,
AlloySteel Alloy S(zeée;_ll,;c():;)lSteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P471
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Solid Carbide Endmills | MILLING TOOLS

US200-B4

4 Flute,Ballnose

R
~ _ iia Figl H
Le
L
R = '
[ _ _ @ i s TiAN =30
-OLU e Fig2 h l4 Helix | Ballnose
Le See page 149 or guidelines to icons
L
Ordering Code D Lc R L d Figure No. Stock
US200-B4-01002 1 2 0.5 50 4 1 o
US200-B4-01503 1.5 3 0.75 50 4 1 [ J
US200-B4-02004 2 4 1 50 4 1 [ J
US200-B4-03006 3 6 1.5 50 4 1 [ J
US200-B4-63006 3 1.5 6 50 6 1 [ ]
US200-B4-04008 4 8 2 50 4 2 [ J
US200-B4-64008 4 8 2 50 6 1 O
US200-B4-05010 5 10 2.5 50 6 1 [ J
US200-B4-06012 6 12 3 50 6 2 ([
US200-B4-08014 8 14 4 60 8 2 ([
US200-B4-10018 10 18 5 75 10 2 o
US200-B4-12022 12 22 6 75 12 2 o
US200-B4-16026 16 26 8 100 16 2 o
US200-B4-20038 20 38 10 100 20 2 @)
@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,
AlloySteel Alloy S(Eeg,gg)lsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P471
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MILLING TOOLS | Solid Carbide Endmills

US300-SS4

4 Flute, Stub Length

. - = I ———N
Lce B ) N
L
] E—— T =R ] L[]
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
US300-554-01002 1 2 50 4 1 o
US300-554-01503 1.5 3 50 4 1 o
US300-554-02002 2 2 50 4 1 ([
US300-554-02004 2 4 50 4 1 (]
US300-554-03003 3 3 50 4 1 (]
US300-554-03004 3 4 50 4 1 (]
US300-554-04004 4 4 50 4 2 O
US300-5S4-04006 4 6 50 4 2 [
US300-5S4-06010 6 10 50 6 2 O
@Stock OAvailable upon Order Tol
b<l2 802
unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(zeée;_ll,;c():;)lSteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P472
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Solid Carbide Endmills | MILLING TOOLS

US300-S4

4 Flute, Standard Length

-cj - J@ﬂ Figl
| Le ﬂ
L
i E——— E =~ L L [
LL, See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
US300-5S4-01003 1 3 50 4 1 o
US300-5S4-01503 15 35 50 4 1 o
US300-54-01504 1.5 4 50 4 1 ([
US300-S4-02006 2 6 50 4 1 [ J
US300-5S4-02508 2.5 8 50 4 1 (]
US300-S4-03009 3 9 50 4 1 [ ]
US300-S4-03510 3.5 10 50 4 1 [ J
US300-5S4-04011 4 11 50 4 2 [ J
US300-54-64011 4 11 50 6 1 [ J
US300-S4-05013 5 13 50 6 1 ([ J
US300-5S4-06016 6 16 50 6 2 o
US300-54-08020 8 20 60 8 2 o
US300-54-10025 10 25 75 10 2 o
US300-54-12030 12 30 75 12 2 o
US300-54-16036 16 36 100 16 2 O
@Stock OAvailable upon Order D Tl
b<12 0
b>12 Bo3
unit (mm)

Workpiece Material

P M K S

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Eeg,gg)lsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P472

GESAC _ 265




MILLING TOOLS | Solid Carbide Endmills

S$S200-CS4

4 Flute, Stub Length with variable Helix

<
vL — - ﬁﬁ Figl | ‘ m
L
¢
. ey = = L U
‘ Lo See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
$S200-CS4-02002 2 4 0.02 50 6 1 {
$S200-CS4-03003 3 6 0.03 50 6 1 o
$S200-CS4-04004 4 8 0.04 50 6 1 (]
$S200-CS4-05005 5 9 0.05 50 6 1 ( J
$S200-CS4-06006 6 10 0.06 50 6 2 ()
$S200-CS4-08008 8 12 0.08 60 8 2 ( J
$S200-CS4-10010 10 14 0.10 75 10 2 (]
SS200-CS4-12012 12 16 0.12 75 12 2 ( J
@Stock OAvailable upon Order D Tol
D<12 Soa
unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(zeée'_ll,;céj)lSteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P472
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Solid Carbide Endmills | MILLING TOOLS

S$S200-C4

4 Flute, Stub Length with variable Helix

¢
"cl - J&— r:é Figl
‘ Lc Ty -
L
¢
/ -
il E—— £ am i S e ASTH T
‘ Lc See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
55200-C4-02002 2 6 0.02 50 6 1 o
55200-C4-02502 25 8 0.02 50 6 1 @
$5200-C4-03003 3 9 0.03 50 6 1 @
$5200-C4-04004 4 11 0.04 50 6 1 [ ]
$5200-C4-05005 5 13 0.05 50 6 1 [ ]
S5200-C4-06006 6 15 0.06 50 6 2 [ J
$5200-C4-08008 8 20 0.08 60 8 2 [ J
S$5200-C4-10010 10 25 0.10 75 10 2 [ J
S5200-C4-12012 12 30 0.12 75 12 2 [ J
SS200-C4-14014 14 32 0.14 75 14 2 O
@Stock OAvailable upon Order D Tl
bs12 Boa
b>12 Bo7
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Eeg,gg)lsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P472
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MILLING TOOLS | Solid Carbide Endmills

UA100-S2

2 Flute, Standard Length

o — - E{ Figl
‘ Lc
L
—- g =@ LL|u
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UA100-52-01003 1 3 50 4 1 o
UA100-S2-01504 1.5 4 50 4 1 o
UA100-52-02006 2 6 50 4 1 o
UA100-52-03009 3 9 50 4 1 o
UA100-52-63009 3 9 50 6 1 o
UA100-52-04006 4 6 50 4 2 o
UA100-S2-04011 4 11 50 4 2 o
UA100-S2-64011 4 11 50 6 1 { ]
UA100-52-04512 4.5 12 50 6 1 o
UA100-52-05013 5 13 50 6 1 o
UA100-52-05516 55 16 50 6 1 O
@Stock OAvailable upon Order D Tol
D<12 S
p>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron AluAr’lemm Copper Alloys Graphite
(<35HRC) 0ys
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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Solid Carbide Endmills | MILLING TOOLS

UA100-S2

2 Flute, Standard Length

] - o=y —

| ———— @] L[

Le See page 149 or guidelines to icons

L ) Continuation
Ordering Code D Lc L d Figure No. Stock

UA100-52-06006 6 6 50 6 2 @
UA100-52-06012 6 12 50 6 2 o
UA100-52-06016 6 16 50 6 2 @
UA100-52-07020 7 20 60 8 1 O
UA100-52-08020 8 20 60 8 2 o
UA100-52-09023 9 23 75 10 1 O
UA100-52-10025 10 25 75 10 2 o
UA100-52-12030 12 30 75 12 2 (]
UA100-52-16036 16 36 100 16 2 (]
UA100-52-20045 20 45 100 20 2 (]

@Stock OAvailable upon Order D Tol

D<12 S0

D>12 Lo

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite
(<35HRC) oys
@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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MILLING TOOLS | Solid Carbide Endmills

UA100-SL2

2 Flute, Long Flute Length

s @11 L[y

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UA100-SL2-02020 2 20 75 4 1 [ J
UA100-SL2-03025 3 25 75 4 1 [ J
UA100-SL2-04030 4 30 75 4 2 [ J
UA100-SL2-05030 5 30 75 6 1 [ J
UA100-SL2-06035 6 35 75 6 2 o
UA100-SL2-08040 8 40 100 8 2 o
UA100-SL2-10045 10 45 100 10 2 o
UA100-SL2-12050 12 50 100 12 2 o
UA100-SL2-16060 16 60 150 16 2 @
UA100-SL2-20070 20 70 150 20 2 O

@Stock OAvailable upon Order D Tol
bs12 B0
b>12 B3

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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Solid Carbide Endmills | MILLING TOOLS

UA100-SH2

2 Flute, with Long Shank Length

1 e s e - ===
Sl E— =@~ LL[u

L
¢ See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UAL100-SH2-02006 2 6 75 4 1 o
UA100-SH2-03009 3 9 75 4 1 o
UAL100-SH2-04010 4 10 75 4 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 [
UA100-SH2-12030 12 30 100 12 2 (]
UA100-SH2-16036 16 36 150 16 2 [
UAL00-SH2-20045 20 45 150 20 2 @)

@Stock OAvailable upon Order D Tol
b<s12 B0
D>12 Lo
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite

(<35HRC) oys

@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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MILLING TOOLS | Solid Carbide Endmills

UA100-S3

3 Flute, Standard Length

= - ol Fig - -
T =mmpEm

Le See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UA100-53-01003 1 3 50 4 1 [ ]
UA100-53-01504 1.5 4 50 4 1 [ ]
UA100-53-02006 2 6 50 4 1 [ ]
UA100-53-02508 2.5 8 50 4 1 ([ J
UA100-53-03009 3 9 50 4 1 ([ J
UA100-S3-04011 4 11 50 4 2 ([ J
UA100-S3-64011 4 11 50 6 1 ([ J
UA100-S3-05013 5 13 50 6 1 ( J
UA100-S3-06012 6 12 50 6 2 (]

@Stock OAvailable upon Order D ol

b<12 802

b>12 B3

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data % P474
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UA100-S3

3 Flute, Standard Length

L

Ordering Code D
UA100-S3-06016 6
UA100-S3-07020 7
UA100-S3-08020 8
UA100-S3-09023 9
UA100-S3-10025 10
UA100-S3-12030 12
UA100-S3-16036 16
UA100-S3-18038 18
UA100-S3-20045 20

@Stock OAvailable upon Order

1234 5

Carbon Steel,
AlloySteel
(<35HRC)

Alloy Steel,ToolSteel
(48HRC)

© Most Suitable () Suitable

Recommended Cutting Data 3 P474

Figl

Fig2

Lc L
16 50
20 60
20 60
23 75
25 75
30 75
36 100
38 100
45 100

Workpiece Material

M K

123 123

StainlessSteel Cast Iron

Solid Carbide Endmills | MILLING TOOLS

i -0 L [

See page 149 or guidelines to icons

) Continuation

d Figure No. Stock

6 2 o
1 o
2 ([
10 1 [
10 2 [
12 2 [ J
16 2 [ J
18 2 [ J
20 2 [ J

D Tol

b<s12 B0

D>12 Lo

unit (mm)

123 4 >
Aluminium Copper Allovs Graphite
Alloys PP Y °
® @)
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MILLING TOOLS | Solid Carbide Endmills

UA100-SL3

3 Flute, Long Flute Length

(I » - = — [
= s Figl %
{1 ety

S ——— et T = - L

L See page 149 or guidelines to icons
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 o
UAL100-SL3-04030 4 30 75 4 2 ]
UA100-SL3-05030 5 30 75 6 1 o
UA100-SL3-06035 6 35 75 6 2 ([
UA100-SL3-08040 8 40 100 8 2 o
UA100-SL3-10045 10 45 100 10 2 ([
UA100-SL3-12050 12 50 100 12 2 o
UA100-SL3-16060 16 60 150 16 2 ([
UA100-SL3-20070 20 70 150 20 2 o

@Stock OAvailable upon Order D Tol

D<12 80

D>12 B

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron AluAr’lemm Copper Alloys Graphite
(<35HRC) 0ys
O @)

© Most Suitable () Suitable

Recommended Cutting Data % P474
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UA100-SH3

3 Flute, with Long Shank Length

= =

I
o
—

Lc
L
Ordering Code D Lc L
UA100-SH3-02008 2 8 75
UA100-SH3-03010 3 10 75
UA100-SH3-04012 4 12 75
UA100-SH3-06016 6 16 75
UA100-SH3-08020 8 20 100
UA100-SH3-10025 10 25 100
UA100-SH3-12030 12 30 100
UA100-SH3-16036 16 36 150
UAL100-SH3-20045 20 45 150
@Stock OAvailable upon Order
Workpiece Material
1234 5 123 123
Carbon Steel,
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron
(<35HRC)

© Most Suitable () Suitable

Recommended Cutting Data 3 P474

Solid Carbide Endmills | MILLING TOOLS

e ——

ey

= Ll

d
4
4
4
6
8
10
12
16
20
123
Aluminium
Alloys
©

See page 149 or guidelines to icons

Figure No. Stock

NN N NN NN =
( BN BN BN BN BN BN BN J

D Tol
D<12 S0

0
b>12 -0.03

unit (mm)

4 5

Copper Alloys Graphite

©)
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MILLING TOOLS | Solid Carbide Endmills

UA100-R2

2 Flute, Corner Radius

= W _ %ﬁéﬁ Figl F\ ; m
7 et S m

LL See page 149 or guidelines to icons

L

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 (]
UA100-R2-03003 3 9 0.3 50 4 1 o
UA100-R2-63003 3 9 0.3 50 6 1 o
UA100-R2-03005 3 9 0.5 50 4 1 (]
UA100-R2-63005 3 9 0.5 50 6 1 o
UA100-R2-04002 4 11 0.2 50 4 2 o
UA100-R2-04003 4 11 0.3 50 4 2 o
UA100-R2-64003 4 11 0.3 50 6 1 (]
UA100-R2-04005 4 11 0.5 50 4 2 (]
UA100-R2-64005 4 11 0.5 50 6 1 o
UA100-R2-04010 4 11 1 50 4 2 o
UA100-R2-05002 5 13 0.2 50 6 1 (]

@Stock OAvailable upon Order D Tol

D<12 S0

b>12 Bo3

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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Solid Carbide Endmills | MILLING TOOLS

UA100-R2

2 Flute, Corner Radius

 — e S R — S
i S E =R UL

LL See page 149 or guidelines to icons

L
) 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 o
UA100-R2-08005 8 20 0.5 60 8 2 ]
UA100-R2-08010 8 20 1 60 8 2 o
UA100-R2-08015 8 20 15 60 8 2 o
UA100-R2-08020 8 20 2 60 8 2 o
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 15 75 10 2 (]

@Stock OAvailable upon Order D Tol

D<12 S0

D>12 803

unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
Cafl%;i:sll, Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Alljmg;ism Copper Alloys Graphite
(<35HRC)
@) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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MILLING TOOLS | Solid Carbide Endmills

UA100-R2

2 Flute, Corner Radius

] - ——t
7 et S m

LL See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
UA100-R2-10020 10 25 2 75 10 2 (]
UA100-R2-10025 10 25 2.5 75 10 2 (]
UA100-R2-12005 12 30 0.5 75 12 2 (]
UA100-R2-12010 12 30 1 75 12 2 (]
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 15 100 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 ([ J
UA100-R2-20010 20 45 1 100 20 2 ( J
UA100-R2-20015 20 45 15 100 20 2 ([ J
UA100-R2-20020 20 45 2 100 20 2 ([ J
UA100-R2-20030 20 45 3 100 20 2 ([ J

@Stock OAvailable upon Order D Tol

bsl2 802

b>12 B3

unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
CarAblﬁjr;gigll, Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;g;j:m Copper Alloys Graphite
(<35HRC)
©) (@)

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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UA100-RH2

2 Flute, Corner Radius, with Long Shank Length

e

Ordering Code D Lc r
UA100-RH2-06005 6 16 0.5
UA100-RH2-06010 6 16 1
UA100-RH2-06015 6 16 15
UA100-RH2-06020 6 16 2
UA100-RH2-08005 8 20 0.5
UA100-RH2-08010 8 20 1
UA100-RH2-08015 8 20 1.5
UA100-RH2-08020 8 20 2
UA100-RH2-10005 10 25 0.5
UA100-RH2-10010 10 25 1
UA100-RH2-10015 10 25 1.5
UA100-RH2-10020 10 25 2
UA100-RH2-10025 10 25 25

@Stock OAvailable upon Order
Workpiece Material
1234 5 123 123

Carbon Steel,
AlloySteel
(<35HRC)

Alloy Steel,ToolSteel

(48HRQ) Cast Iron

StainlessSteel

© Most Suitable () Suitable

Recommended Cutting Data 3 P473

Solid Carbide Endmills |

75
75
75
75
100
100
100
100
100
100
100
100
100

MILLING TOOLS

= '“;hﬂ.ﬁ —

= L L

See page 149 or guidelines to icons

¢ FigureNo.  Stock
6 2 .
6 2 O
6 2 O
10 2 O
10 2 O
10 2 O
10 2 O
Tol
D<12 S
D>12 L3
unit(mm)
123 4 5
Alumini )
lj;l’l]g;lsm Copper Alloys Graphite
©) @)
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MILLING TOOLS | Solid Carbide Endmills

UA100-RH2

2 Flute, Corner Radius, with Long Shank Length

- - wﬁ Fi —— —
i E—— =lQr | LU

L See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UA100-RH2-12005 12 30 0.5 100 12 2 O
UA100-RH2-12010 12 30 1 100 12 2 O
UA100-RH2-12015 12 30 1.5 100 12 2 O
UA100-RH2-12020 12 30 2 100 12 2 O
UA100-RH2-12025 12 30 25 100 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 15 150 16 2 O
UA100-RH2-16020 16 36 2 150 16 2 O
UA100-RH2-16025 16 36 25 150 16 2 O
UA100-RH2-20005 20 45 0.5 150 20 2 O
UA100-RH2-20010 20 45 1 150 20 2 O
UA100-RH2-20015 20 45 1.5 150 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
bsl2 802
b>12 B3

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P473
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UA100-R3

3 Flute, Corner Radius

= _
e |
L S
Lc
L
Ordering Code D Lc r
UA100-R3-01001 1 3 0.1
UA100-R3- 02002 2 6 0.2
UA100-R3- 03002 3 9 0.2
UA100-R3- 03003 3 9 0.3
UA100-R3- 03005 3 9 0.5
UA100-R3- 04002 4 11 0.2
UA100-R3- 04003 4 11 0.3
UA100-R3- 04005 4 11 0.5
UA100-R3- 04010 4 11 1
UA100-R3- 05002 5 13 0.2
UA100-R3- 05003 5 13 0.3
UA100-R3- 05005 5 13 0.5
UA100-R3- 05010 5 13 1

@Stock OAvailable upon Order

Workpiece Material

P M K

1234 5 123 123

Carbon Steel,
AlloySteel
(<35HRC)

Alloy Steel,ToolSteel

(48HRQ) Cast Iron

StainlessSteel

© Most Suitable () Suitable

Recommended Cutting Data 3 P473

Solid Carbide Endmills |

50
50
50
50
50
50
50
50
50
50
50
50
50

MILLING TOOLS

2ok

=il L L U]
hé Helix

See page 149 or guidelines to icons

Q.

Figure No. Stock

o o o o M~ M A DM DM B DD D
=== = NN NN R e e e
OO0OO0O0C e o0 0600 00

Tol
D<12 9
< 0.02

0
D>12 0.03

unit (mm)

123 4 5

Aluminium

Alloys Copper Alloys

Graphite

(@) ©)
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MILLING TOOLS | Solid Carbide Endmills

UA100-R3

3 Flute, Corner Radius

2k

- _ a Fig2 | sHANK| m

LL_ See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
UA100-R3-06005 6 16 0.5 50 6 2 (]
UA100-R3-06010 6 16 1 50 6 2 {
UA100-R3-06015 6 16 15 50 6 2 O
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 ( J
UA100-R3-08015 8 20 15 60 8 2 O
UA100-R3-08020 8 20 2 60 8 2 ([ J
UA100-R3-10005 10 25 0.5 75 10 2 ([ J
UA100-R3-10010 10 25 1 75 10 2 ([ J
UA100-R3-10015 10 25 15 75 10 2 ([ J
UA100-R3-10020 10 25 2 75 10 2 ([ J
UA100-R3-10025 10 25 2.5 75 10 2 ([ J

@Stock OAvailable upon Order D Tol

D<12 S0

D>12 B

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data % P474
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Solid Carbide Endmills | MILLING TOOLS

UA100-R3

3 Flute, Corner Radius

5
- M "-.o;
= - — — A Figl
Le
L 5,
= =kl UL
h6 Helix

LL_ See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
UA100-R3-12005 12 30 0.5 75 12 2 [ J
UA100-R3- 12010 12 30 1 75 12 2 [ J
UA100-R3-12015 12 30 15 75 12 2 O
UA100-R3-12020 12 30 2 75 12 2 [ J
UA100-R3-12025 12 30 25 75 12 2 O
UA100-R3-16005 16 36 0.5 100 16 2 [ J
UA100-R3-16010 16 36 1 100 16 2 O
UA100-R3-16015 16 36 15 100 16 2 O
UA100-R3-16020 16 36 2 100 16 2 O
UA100-R3-16025 16 36 25 100 16 2 O
UA100-R3-20005 20 45 0.5 100 20 2 O
UA100-R3-20010 20 45 1 100 20 2 O
UA100-R3-20015 20 45 15 100 20 2 O
UA100-R3-20020 20 45 2 100 20 2 O
UA100-R3-20030 20 45 3 100 20 2 O

@Stock OAvailable upon Order D Tol

bs12 B0

>r | B

unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5

Carbon Steel,

AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Ahmgy: m Copper Alloys Graphite
(<35HRC)
@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P474
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MILLING TOOLS | Solid Carbide Endmills

UA100-RH3

3 Flute, Corner Radius, with Long Shank Length

ﬁLﬂ _ %ﬁ Figl

e

@l [l _ ﬁé{ Fig2 ﬂﬂgﬂm

Lc See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
UA100-RH3-06005 6 16 0.5 75 6 2 (]
UA100-RH3-06010 6 16 1 75 6 2 {
UA100-RH3-06015 6 16 15 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 15 100 8 2 O
UA100-RH3-08020 8 20 2 100 8 2 (]
UA100-RH3-10005 10 25 0.5 100 10 2 ([
UA100-RH3-10010 10 25 1 100 10 2 o
UA100-RH3-10015 10 25 15 100 10 2 O
UA100-RH3-10020 10 25 2 100 10 2 o
UA100-RH3-10025 10 25 25 100 10 2 O

@Stock OAvailable upon Order D Tol
D<12 S0
D>12 B

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P475
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Solid Carbide Endmills | MILLING TOOLS

UA100-RH3

3 Flute, Corner Radius, with Long Shank Length

% o 45°
-cJ ﬂ — %7 [a) Fig2 he Helix

Le See page 149 or guidelines to icons

L ) Continuation

Ordering Code D Lc r L d Figure No. Stock
UA100-RH3-12005 12 30 0.5 100 12 2 O
UA100-RH3-12010 12 30 1 100 12 2 [ J
UA100-RH3-12015 12 30 15 100 12 2 [ J
UA100-RH3-12020 12 30 2 100 12 2 [ J
UA100-RH3-12025 12 30 2.5 100 12 2 O
UA100-RH3-16005 16 36 0.5 150 16 2 [ J
UA100-RH3-16010 16 36 1 150 16 2 O
UA100-RH3-16015 16 36 15 150 16 2 O
UA100-RH3-16020 16 36 2 150 16 2 ]
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 15 150 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

b<12 0

b>12 Bo3

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Ahﬂ(‘)ﬂ'sm Copper Alloys Graphite
(<35HRC) %
@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P475
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MILLING TOOLS | Solid Carbide Endmills

UA100-B2

2 Flute,Ballnose

pe . R
"’L - J@EP Figl _-_-:— ‘*-.!a

%
| &Y [-30°]
] i ek

Le See page 149 or guidelines to icons

L

Ordering Code D Lc R L d Figure No. Stock
UA100-B2-01002 1 2 0.5 50 4 1 (]
UA100-B2-02004 2 4 1 50 4 1 o
UA100-B2-03006 3 6 15 50 4 1 o
UA100-B2-63006 3 6 15 50 6 1 {
UA100-B2-04008 4 8 2 50 4 2 (]
UA100-B2-64008 4 8 2 50 6 1 O
UA100-B2-05010 5 10 2.5 50 6 1 (]
UA100-B2-06012 6 12 3 50 6 2 {
UA100-B2-07014 7 14 3.5 60 8 1 O
UA100-B2-08014 8 14 4 60 8 2 {
UA100-B2-09016 9 16 4.5 75 10 1 ([
UA100-B2-10018 10 18 5 75 10 2 ( J
UA100-B2-12022 12 22 6 75 12 2 ([ J
UA100-B2-16026 16 26 8 100 16 2 ( J

@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
CarAblﬁ)r;gigll, Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;g;j:m Copper Alloys Graphite
(<35HRC)
©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P475
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Solid Carbide Endmills | MILLING TOOLS

UA160-S2

2 Flute, Standard Length

- - CossgE e e
‘ Le -
L
40°
i < . =@l UL s
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UA160-52-01003 1 3 50 4 1 o
UA160-52-01504 1.5 4 50 4 1 ([
UA160-52-02006 2 6 50 4 1 o
UA160-52-02508 2.5 8 50 4 1 ([
UA160-52-03009 3 9 50 4 1 ([
UA160-52-04011 4 11 50 4 2 [
UA160-52-05013 5 13 50 6 1 ®)
UA160-52-06016 6 16 50 6 2 ®
UA160-52-08020 8 20 60 8 2 @
UA160-52-10025 10 25 75 10 2 @
UA160-52-12030 12 30 75 12 2 @
@Stock OAvailable upon Order D Tol
D<10 S0
D>10 S
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite
(<35HRC) oys
@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P476
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MILLING TOOLS | Solid Carbide Endmills

UA160-S3

3 Flute, Standard Length

. - BES ————

T XX\ w - HL [

L#, See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UA160-53-02006 2 6 50 4 1 @
UA160-53-02508 2.5 8 50 4 1 @
UA160-S3-03009 3 9 50 4 1 @
UA160-S3-04011 4 11 50 4 2 [ ]
UA160-S3-64011 4 11 50 6 1 [ ]
UA160-S3-05013 5 13 50 6 1 (]
UA160-S3-06016 6 16 50 6 2 [
UA160-S3-08020 8 20 60 8 2 (]
UA160-S3-10025 10 25 75 10 2 ([ J
UA160-S3-12030 12 30 75 12 2 ( J
UA160-S3-16036 16 36 100 16 2 o

@Stock OAvailable upon Order D Tol

D<10 B

D>10 Lo

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron AluAr’lemm Copper Alloys Graphite
(<35HRC) 0ys
@ @)

© Most Suitable () Suitable

Recommended Cutting Data % P476
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Solid Carbide Endmills | MILLING TOOLS

UA160-S4

4Flute, Standard Length

| - q g = 3
Le
L
o E—— N L =P HL
h6 Helix
Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UA160-54-04011 4 11 50 4 1 o
UA160-54-06016 6 16 50 6 1 o
UA160-54-08020 8 20 60 8 1 o
UA160-54-10025 10 25 75 10 1 ([
UA160-S4-12030 12 30 75 12 1 ([
@Stock OAvailable upon Order D Tol
D<10 B
D>10 So
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(a%el_l‘,;(é())ISteel StainlessSteel Cast Iron Allmgn 's m Copper Alloys Graphite
(<35HRC) Y
@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P476
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MILLING TOOLS | Solid Carbide Endmills

SA100-S3

3 Flute, Standard Length

=== - SSSS
| —— =i UL (L

LLA See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
SA100-S3-03009 3 9 50 6 1 [ J
SA100-S3-04011 4 11 50 6 1 [ J
SA100-53-05013 5 13 50 6 1 [ J
SA100-S3-06012 6 12 50 6 2 ([ J
SA100-S3-06016 6 16 50 6 2 [ J
SA100-S3-08020 8 20 60 8 2 ([ J
SA100-S3-10025 10 25 75 10 2 ([ J
SA100-S3-12030 12 30 75 12 2 ([ J
@Stock OAvailable upon Order D Tol
D<10 B!
>0 | $o
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(EESG'JI’;%?ISteEI StainlessSteel Cast Iron Allﬂ;{')m:m Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P477
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Solid Carbide Endmills | MILLING TOOLS

SA210-BW

3 Flute Corner Radius, with Long Shank Length

S

s - S - ﬂ
B | 3 |2 |
L el UL L

See page 149 or guidelines to icons

Ordering Code D r Lc L1 D2 L d Figure No. ~ Stock
SA210-BW-12010 12 1 16 50 11.5 100 12 1 O
SA210-BW-16030 16 2 20 63 155 115 16 1 @)
SA210-BW-20030 20 3 20 70 19 125 20 1 O
SA210-BW-25030 25 3 25 75 24 135 25 1 O

@Stock OAvailable upon Order D Tol
12<D<16 0/-0.03
16<D<25 0/-0.04
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(é())ISteel StainlessSteel Cast Iron Allengm:m Copper Alloys Graphite
(<35HRC) Y
@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P478
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MILLING TOOLS | Solid Carbide Endmills

SA210-HF

3 Flute Corner Radius, with Long Shank Length

IS N
T o d p— o
Lc
L1
4001 1 |
L =]l U
See page 149 or guidelines to icons
Ordering Code D r Lc L1 D2 L d Figure No.  Stock
SA210-HF-08005 8 0.5 12 19 75 63 8 1 [ J
SA210-HF-10008 10 0.8 15 22 9.5 2 10 1 o
SA210-HF-12010 12 1 18 26 11.5 83 12 1 o
SA210-HF-16012 16 1.2 24 32 15.5 92 16 1 o
SA210-HF-20015 20 15 30 38 19 104 20 1 o
@Stock OAvailable upon Order D Tol
12<D<16 0/-0.03
16<D<25 0/-0.04
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(Zegel_li,;(é?lSteel StainlessSteel Cast Iron Allﬂfmlum Copper Alloys Graphite
(<35HRC) 0ys
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P477
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Solid Carbide Endmills | MILLING TOOLS

SA300-RN2

2 Flute Corner Radius, with Long Shank Length

Figl * “'&
= LU
L hé Helix

See page 149 or guidelines to icons

Ordering Code D r Lc L1 D2 L d Figure No.  Stock
SA300-RN2-06010 6 1 15 30 55 65 6 1 O
SA300-RN2-08010 8 1 16 27 7.5 63 8 1 O
SA300-RN2-10030 10 3 15 32 9.5 2 10 1 O
SA300-RN2-12030 12 3 18 55 115 100 12 1 O
SA300-RN2-16030 16 3 25 60 155 110 16 1 O
SA300-RN2-20030 20 3 35 60 19.4 110 20 1 O
SA300-RN2-20030-IC 20 3 38 75 19.4 125 20 2 O
SA300-RN2-25030 25 3 45 70 244 130 25 1 O
SA300-RN2-25030-IC 25 3 38 55 244 105 25 2 O

@Stock OAvailable upon Order D Tol
12<D<16 0/-0.03

16<D<25 0/-0.04

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(é())ISteel StainlessSteel Cast Iron Allengm:m Copper Alloys Graphite
(<35HRC) Y
@) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P479
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MILLING TOOLS | Solid Carbide Endmills

SA300-RN3

3 Flute Corner Radius, with Long Shank Length

—
L ) ] e [

See page 149 or guidelines to icons

Ordering Code D r Lc L1 D2 L d Figure No.  Stock
SA300-RN3-06010 6 1 15 30 5.5 65 6 1 O
SA300-RN3-08010 8 1 16 27 7.5 63 8 1 O
SA300-RN3-10030 10 3 15 32 9.5 72 10 1 O
SA300-RN3-12030 12 3 18 55 115 100 12 1 O
SA300-RN3-16030 16 3 25 60 155 110 16 1 O
SA300-RN3-20030 20 3 35 60 194 110 20 1 O
SA300-RN3-25030 25 3 45 70 24.4 130 25 1 O
SA300-RN3-32030 32 3 40 120 31 183 32 1 O

@Stock OAvailable upon Order D Tol
12<D<16 0/-0.03

16<D<25 0/-0.04

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(EESG'JI’;%?ISteEI StainlessSteel Cast Iron Allﬂ;{')m:m Copper Alloys Graphite
(<35HRC) y
O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P479
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Solid Carbide Endmills | MILLING TOOLS

SG200-S2

2 Flute, Standard Length

- _ — | g[ Fig? T w0 =20
AN h6 m
LL% See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
SG200-52-00401 0.4 0.8 50 4 1 o
SG200-S2-00802 0.8 2 50 4 1 (]
SG200-S2-01003 1 3 50 4 1 (]
SG200-52-01504 15 4 50 4 1 [
SG200-S2-02006 2 6 50 4 1 [
SG200-S2-02008 2 8 75 4 1 [ J
SG200-S2-03009 3 9 50 4 1 [ J
SG200-S2-03012 3 12 75 4 1 O
SG200-S2-63009 3 9 50 6 1 O
S5G200-S2-04011 4 11 50 4 2 [ ]
@Stock OAvailable upon Order D ol
D<6 B2
6<p<12 83
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Ahjmgn '; m Copper Alloys Graphite
(<35HRC) Y
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

S$SG200-S2

2 Flute, Standard Length

sy =@~ LI

See page 149 or guidelines to icons
L
) Continuation
Ordering Code D Lc L d Figure No. Stock

SG200-52-04016 4 16 75 4 2 O
SG200-52-64011 4 11 50 6 1 O
SG200-52-05013 5 13 50 6 1 o
SG200-52-05020 5 20 100 6 1 O
SG200-52-06016 6 16 50 6 2 o
SG200-52-06025 6 25 100 6 2 o
SG200-52-08020 8 20 60 8 2 o
SG200-52-10025 10 25 75 10 2 ]
SG200-52-12030 12 30 75 12 2 o

@Stock OAvailable upon Order D Tol

D<6 B0

6<D<12 Loa

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron AluAr’lemm Copper Alloys Graphite
(<35HRC) 0ys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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Solid Carbide Endmills | MILLING TOOLS

SG200-SN2

2 Flute,with Reduced Neck Diameter

S
_ —— -
- e i e —
L L1
S
e =@ -] L [
Le he Helix
L1 See page 149 or guidelines to icons
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
SG200-SN2-01005 1 3 0.95 5 50 4 1 o
SG200-SN2-01020 1 3 0.95 20 60 4 1 O
SG200-SN2-01510 15 6 1.44 10 50 4 1 {
SG200-SN2-01520 15 6 1.44 20 60 4 1 O
SG200-SN2-02015 2 8 1.92 15 50 4 1 o
SG200-SN2-02020 2 8 1.92 20 50 4 1 o
SG200-SN2-02030 2 8 1.92 30 75 4 1 O
SG200-SN2-03015 3 12 2.9 15 50 4 1 o
SG200-SN2-03030 3 12 29 30 75 4 1 O
SG200-SN2-04020 4 16 38 20 50 4 2 O
@Stock OAvailable upon Order D Tol
b<6 B0
6<D<12 B
unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
Cafl%;i:sll, Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Allmg;ism Copper Alloys Graphite
(<35HRC)
O O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

SG200-SN2

2 Flute,with Reduced Neck Diameter

— *
"’ - - ~= Figl
e, ——————— —
L1
L
S
I
ﬁT _ B - 4
I Fig2 o von 207 L
‘ Le [~
| Ll See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc d2 L1 L d Figure No. Stock
SG200-SN2-04025 4 16 3.9 25 75 4 2 O
SG200-SN2-04040 4 16 39 40 75 4 2 (]
SG200-SN2-05030 5 20 4.9 30 75 6 1 o
SG200-SN2-06030 6 24 59 30 75 6 2 o
SG200-SN2-06040 6 24 59 40 75 6 2 @
SG200-SN2-08040 8 25 79 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 So2
e<p<12  J3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;lmum Copper Alloys Graphite
(<35HRC) 0ys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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Solid Carbide Endmills | MILLING TOOLS

SG200-S3

3 Flute, Standard Length

= - B = ———————— ]
1| Lﬁ— p——
L
I =i} oo ] L L [
e
L e See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SG200-S3-01003 1 3 50 4 1 o
$G200-53-01504 15 4 50 4 1 [
SG200-S3-01506 1.5 6 60 4 1 O
SG200-S3-02006 2 6 50 4 1 O
SG200-S3-02010 2 10 60 4 1 O
SG200-S3-03009 3 9 50 4 1 ([
SG200-S3-03015 3 15 60 4 1 O
SG200-S3-63009 3 9 50 6 1 O
5G200-S3-04011 4 11 50 4 2 O
5G200-S3-04020 4 20 75 4 2 O
@Stock OAvailable upon Order D Tol
D<6 B0
6<D<12 B3
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Ahjmgn '; m Copper Alloys Graphite
(<35HRC) Y
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

SG200-S3

3 Flute, Standard Length

o — e =L T
Lc I
L
e ——— =] o] L L |
L. ]
L See page 149 or guidelines to icons
) Continuation
Ordering Code D Lc L d Figure No. Stock
SG200-S3-64011 4 11 50 6 1 O
SG200-S3-05013 5 13 50 6 1 O
SG200-S3-06016 6 16 50 6 2 O
SG200-S3-06018 6 18 75 6 2 O
SG200-S3-06025 6 25 100 6 2 @
SG200-S3-08020 8 20 60 8 2 O
SG200-S3-08035 8 35 100 8 2 O
SG200-S3-10025 10 25 75 10 2 O
5G200-S3-10040 10 40 100 10 2 o
5G200-S3-12030 12 30 75 12 2 O
@Stock OAvailable upon Order D Tol
D<6 B0
6<p<12 83
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron AluAr’lemm Copper Alloys Graphite
(<35HRC) 0ys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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Solid Carbide Endmills | MILLING TOOLS

SG200-S4

4 Flute, Standard Length

@ - T =l e e —— gy
T
L
e =R HL
. LL’ See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SG200-S4-02006 2 6 50 4 1 o
SG200-S4-02010 2 10 60 4 1 (]
SG200-54-03009 3 9 50 4 1 (]
SG200-54-03015 3 15 60 4 1 o
SG200-54-63009 3 9 50 6 1 O
SG200-54-04011 4 11 50 4 2 o
SG200-5S4-04020 4 20 75 4 2 ]
SG200-S4-64011 4 11 50 6 1 o
SG200-S4-05013 5 13 50 6 1 ]
5G200-54-06016 6 16 50 6 2 [ J
5G200-54-06025 6 25 100 6 2 [ ]
5G200-54-08020 8 20 60 8 2 [ J
5G200-54-08025 8 25 100 8 2 [ J
5G200-54-10025 10 25 75 10 2 [ J
5G200-54-10040 10 40 100 10 2 [ J
5G200-54-12030 12 30 75 12 2 [ J
S5G200-5S4-12045 12 45 100 12 2 ([ J
@Stock OAvailable upon Order D Tol
D<6 B0
6<D<12 Soa
unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
Cafl%;i:sll, Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Alljmg;ism Copper Alloys Graphite
(<35HRC)
O O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

SG200-R2

2 Flute, Corner Radius

5
- - - A e - =
Lc
5

- _ — Lo Fe ) 4o U
LL# See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
SG200-R2-01002 1 2 0.2 60 4 1 O
SG200-R2-01503 15 3 0.3 60 4 1 O
SG200-R2-02002 2 3.5 0.2 50 4 1 ([ J
SG200-R2-02005 2 3.5 0.5 60 4 1 O
SG200-R2-03002 3 4 0.2 50 4 1 o
SG200-R2-03010 3 4 1 75 4 1 O
SG200-R2-04002 4 5 0.2 75 4 2 o
S5G200-R2-04005 4 5 0.5 50 4 2 ([ J
5G200-R2-04010 4 5 1 75 4 2 O
S5G200-R2-05002 5 6 0.2 100 6 1 O
S5G200-R2-05005 5 6 0.5 50 6 1 [ ]
SG200-R2-06002 6 7 0.2 100 6 2 [ ]

@Stock OAvailable upon Order D Tol

<6 802

6<D<12 Bos

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) Y
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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Solid Carbide Endmills | MILLING TOOLS

SG200-R2

2 Flute, Corner Radius

.
? - - e e [
Le

<
h6 Helix
LL# See page 149 or guidelines to icons

L ) Continuation

Ordering Code D Lc r L d Figure No. Stock
SG200-R2-06003 6 16 0.3 50 6 2 o
SG200-R2-06005 6 16 0.5 50 6 2 o
SG200-R2-06010 6 I 1 100 6 2 ([
SG200-R2-08005 8 20 0.5 60 8 2 o
SG200-R2-08010 8 20 1 60 8 2 o
SG200-R2-10005 10 25 0.5 75 10 2 o
SG200-R2-10010 10 25 1 75 10 2 ]
SG200- R2-10015 10 25 1.5 75 10 2 ([
SG200-R2-12005 12 30 0.5 75 12 2 ]
SG200-R2-12010 12 30 1 75 12 2 o
SG200- R2-12015 12 30 1.5 75 12 2 ]

@Stock OAvailable upon Order D Tol

D<é6 802

6<p<12 | s

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite
(<35HRC) oys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

SG200-RN2

2 Flute with Reduced Neck , Cornor Raidus

S
. E—

-c:l — — |
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& =@ S u

See page 149 or guidelines to icons
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Lo

L
Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SG200-RN2-01001 1 2 0.1 0.96 5 60 4 1 O
SG200-RN2-01002 1 2 0.2 0.96 5 60 4 1 O
SG200-RN2-01501 1.5 3 0.1 1.44 5 60 4 1 O
SG200-RN2-01502 1.5 3 0.2 1.44 5 60 4 1 o
SG200-RN2-01503 1.5 3 0.3 1.44 5 60 4 1 O
SG200-RN2-02002 2 3.5 0.2 1.92 6 50 4 1 o
SG200-RN2-02003 2 3.5 0.3 1.92 6 50 4 1 o
SG200-RN2-02005 2 35 0.5 1.92 6 50 4 1 (]
SG200-RN2-03002 3 0.2 2.9 10 50 4 1 ®
SG200-RN2-03003 3 0.3 2.9 10 50 4 1 ®
@Stock OAvailable upon Order D Tol
D<6 B0
e<p<12 83
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy Steel,ToolSteel StainlessSteel Cast Iron Aluminium Copper Alloys Graphite
(<35HRC) (48HRC) Alloys

O O @)
© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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Solid Carbide Endmills | MILLING TOOLS

SG200-RN2

2 Flute with Reduced Neck , Cornor Raidus
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Le

See page 149 or guidelines to icons

L1

L ) Continuation
Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SG200-RN2-03005 3 4 0.5 2.9 10 50 4 1 @
SG200-RN2-03010 3 4 1 2.95 10 75 4 1 O
SG200-RN2-04002 4 5 0.2 3.9 15 50 4 2 [ ]
SG200-RN2-04005 4 5 0.5 39 15 50 4 2 @
SG200-RN2-04010 4 5 1 3.9 15 50 4 2 @
SG200-RN2-05002 5 6 0.2 4.9 15 60 6 1 @
SG200-RN2-05005 5 6 0.5 4.9 15 60 6 1 @
SG200-RN2-06002 6 7 0.2 59 20 60 6 2 [ ]
SG200-RN2-06005 6 7 0.5 5.9 20 60 6 2 @
SG200-RN2-06010 6 7 1 5.9 20 60 6 2 @
@Stock OAvailable upon Order D Tol
b<6 S0
6<p<12 83
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerFllmum Copper Alloys Graphite
(<35HRC) oys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

SG200-R4

4 Flute, Corner Radius

e =gl UL

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
SG200-R4-02002 2 35 0.2 50 4 1 (]
SG200-R4-02005 2 35 0.5 60 4 1 O
SG200-R4-03002 3 4 0.2 50 4 1 {
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 {
SG200-R4-04010 4 6 1 50 4 2 (]
SG200-R4-05003 5 7 0.3 50 6 1 o
SG200-R4-06005 6 9 0.5 50 6 2 (]
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 o
SG200-R4-12005 12 18 0.5 75 12 2 o
SG200-R4-12010 12 18 1 75 12 2 [ J

@Stock OAvailable upon Order D Tol
p<6 B0
6<D<12 So3

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) Y
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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Solid Carbide Endmills | MILLING TOOLS

SG200-RN4

4 Flute with Reduced Neck, Cornor Raidus
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See page 149 or guidelines to icons

'C’L - - \‘?W Figl I
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L ) Continuation
Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SG200-RN4-02002 2 3.5 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 @
SG200-RN4-03003 3 4 0.3 2.9 20 50 4 1 @
SG200-RN4-03005 3 4 0.5 29 20 75 4 1 @
SG200-RN4-03010 3 4 1 29 20 75 4 1 O
SG200-RN4-04002 4 6 0.2 3.9 20 75 4 2 [ J
SG200-RN4-04005 4 6 0.5 3.9 20 50 4 2 @
@Stock OAvailable upon Order D Tol
D<6 B0
6<p<12 83
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite
(<35HRC) oys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

SG200-RN4

4 Flute with Reduced Neck , Cornor Raidus

'UL — — = ét Figl o m—
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See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SG200-RN4-04010 4 6 1 39 20 50 4 2 o
SG200-RN4-06005 6 9 0.5 59 25 80 6 2 o
SG200-RN4-06010 6 9 1 59 25 60 6 2 o
SG200-RN4-08005 8 12 0.5 79 30 100 8 2 o
SG200-RN4-08010 8 12 1 79 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 (]
SG200-RN4-12010 12 18 1 11.8 40 100 12 2 o

@Stock OAvailable upon Order D Tol
D<6 B0
6<p<12 83
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;lmum Copper Alloys Graphite
(<35HRC) 0ys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480

308 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SG200-B2

2 Flute,Ballnose
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See page 149 or guidelines to icons

L

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 O
SG200-B2-00803 0.8 0.4 3 50 4 1 O
SG200-B2-01002 1 0.5 2 50 4 1 (]
SG200-B2-01503 15 0.75 3 50 4 1 o
SG200-B2-02004 2 1 4 50 4 1 o
SG200-B2-02006 2 1 6 60 4 1 (]
SG200-B2-03006 3 15 6 50 4 1 o
5G200-B2-03008 3 15 8 60 4 1 o
SG200-B2-04008 4 2 8 50 4 2 o
SG200-B2-04016 4 2 16 60 4 2 (]
SG200-B2-05010 5 25 10 50 6 1 (]
SG200-B2-06012 6 3 12 50 6 2 {
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 o2

3<R<6 S

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5

Carbon Steel,

AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron Ahjmg;'s m Copper Alloys Graphite
(<35HRC)
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P480
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MILLING TOOLS | Solid Carbide Endmills

SG200-BN2

2 Flute with Reduced Neck, Ballnose

d2
¢

s
—

“[ - ] S - A2 o E -
T i Mm

L1

See page 149 or guidelines to icons

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 (]
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 O
SG200-BN2-01515 15 0.75 3 1.44 15 50 4 1 ([ J
SG200-BN2-02015 2 1 6 1.95 15 75 4 1 ([ J
SG200-BN2-02020 2 1 4 1.92 20 75 4 1 ([ J
SG200-BN2-02030 2 1 6 1.92 30 5 4 1 ([ J
S5G200-BN2-03015 3 15 6 2.9 15 50 4 1 O
S$G200-BN2-03020 3 15 6 2.9 20 75 4 1 o
SG200-BN2-04012 4 2 8 39 12 60 4 2 (]
SG200-BN2-04020 4 2 8 39 20 60 4 2 O

@Stock OAvailable upon Order D Tol
R<3 802
3<R<6 B

unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;{')msum Copper Alloys Graphite
(<35HRC) Y
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P481
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Solid Carbide Endmills | MILLING TOOLS

SG200-BN2

2 Flute with Reduced Neck, Ballnose

9

.
=% = @) o [ M na

See page 149 or guidelines to icons

d2

) Continuation

Ordering Code D R Lc d2 L1 L d Figure No.  Stock
SG200-BN2-06018 6 3 12 5.9 18 75 6 2 @)
SG200-BN2-06025 6 3 16 59 25 75 6 2 o
SG200-BN2-06030 6 3 12 59 30 75 6 2 o
SG200-BN2-08024 8 4 14 79 24 100 8 2 @)
SG200-BN2-08030 8 4 20 79 30 100 8 2 o
SG200-BN2-08040 8 4 14 79 40 100 8 2 o
SG200-BN2-10030 10 5 18 9.8 30 100 10 2 o
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 B2
3<R<6 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite
(<35HRC) oys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P481
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MILLING TOOLS | Solid Carbide Endmills

SG200-M-RN4

4 Flute with Reduced Neck, Cornor Raidus

———7= ﬁ » = a0y
: = =R L

Le
L1

d2

See page 149 or guidelines to icons

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 35 0.15 1.92 6 50 4 1 o
SG200-M-RN4-2-12-0.15-50 2 35 0.15 1.92 12 50 4 1 o
SG200-M-RN4-2-6-0.2-50 2 35 0.2 1.92 6 50 4 1 o
SG200-M-RN4-2-12-0.2-50 2 35 0.2 1.92 12 50 4 1 o
SG200-M-RN4-2-6-0.3-50 2 35 0.3 1.92 6 50 4 1 O
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 { ]
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

@Stock OAvailable upon Order D Tol
D<4 8010
D>4 So1s
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(zege'_ll,;(é?lSteel StainlessSteel Cast Iron Allﬂ;lmum Copper Alloys Graphite
(<35HRC) 0ys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P481
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Solid Carbide Endmills | MILLING TOOLS

SG200-M-RN4

4 Flute with Reduced Neck, Cornor Raidus

o
=

w2 a0 UL

See page 149 or guidelines to icons

D Ne

d2

’Lj
4
Lo [

) Continuation

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SG200-M-RN4-4-10-0.2-50 4 6 0.2 3.9 10 50 4 2 @
SG200-M-RN4-4-15-0.5-50 4 6 0.5 39 15 50 4 2 [ ]
SG200-M-RN4-4-10-1-50 4 6 1 3.9 10 50 4 2 O
SG200-M-RN4-6-25-0.5-50 6 9 0.5 59 25 50 6 2 @
SG200-M-RN4-6-25-1-50 6 9 1 59 25 50 6 2 O
SG200-M-RN4-6-20-1.5-50 6 15 15 59 20 50 6 2 O
SG200-M-RN4-6-20-2-50 6 15 2 59 20 50 6 2 O
SG200-M-RN4-8-30-1-60 8 10 1 79 30 60 8 2 O
SG200-M-RN4-10-35-0.5-75 10 15 0.5 9.8 35 75 10 2 [ )
SG200-M-RN4-10-45-1-75 10 15 1 9.8 45 75 10 2 O

@Stock OAvailable upon Order D Tol
<4 So10
D>4 So1s
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy S(aesel_l‘,;(ég)ISteel StainlessSteel Cast Iron AllerPllmum Copper Alloys Graphite
(<35HRC) oys
O O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P481
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MILLING TOOLS | Solid Carbide Endmills

$G200-M-B2

2 Flute,Ballnose

L e — —
Le
.
S —— =S

L% See page 149 or guidelines to icons

L
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 O
SG200-M-B2-0.5-2-50 0.5 0.25 2 50 4 1 ([ J
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 O
SG200-M-B2-1-3-50 1 0.5 3 50 4 1 [ J
SG200-M-B2-1.5-5-50 15 0.75 5 50 4 1 [ J
SG200-M-B2-2-6-50 2 1 6 50 4 1 [ J
SG200-M-B2-3-8-50 3 15 8 50 4 1 ([ J
SG200-M-B2-4-16-50 4 2 16 50 4 2 ([ J
SG200-M-B2-5-16-50 5 2.5 16 50 6 1 O
SG200-M-B2-6-16-50 6 3 16 50 6 2 O
@Stock OAvailable upon Order D Tol
R<0.4 +0.003
R>0.4 +0.005
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy Steel,ToolSteel StainlessSteel Cast Iron Aluminium Copper Alloys Graphite
(<35HRC) (48HRC) Alloys

©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P481
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Solid Carbide Endmills | MILLING TOOLS

SG200-M-BN2

2 Flute with Reduced Neck, Ballnose

1] - - FE = el [ .h-—

- e
=k =13 Un
L See page 149 or guidelines to icons
Ordering Code D R Lc d2 L1 L d Figure No.  Stock
5G200-M-BN2-0.5-8-50 0.5 0.25 2 0.46 8 50 4 1 O
$G200-M-BN2-0.6-10-50 0.6 0.3 2 0.55 10 50 4 1 ( J
5$G200-M-BN2-0.8-15-50 0.8 0.4 3 0.75 15 50 4 1 O
5$G200-M-BN2-1-10-50 1 0.5 3 0.95 10 50 4 1 (]
5$G200-M-BN2-1-15-50 1 0.5 3 0.95 15 50 4 1 (]
S5G200-M-BN2-1.5-15-50 15 0.75 5 144 15 50 4 1 (]
5G200-M-BN2-2-10-50 2 1 6 1.92 10 50 4 1 (]
5$G200-M-BN2-3-15-50 3 15 8 2.90 15 50 4 1 (]
5G200-M-BN2-4-25-50 4 2 8 3.90 25 50 4 2 o
5G200-M-BN2-6-25-50 6 3 16 5.90 25 50 6 2 O
@Stock OAvailable upon Order D Tl
R<0.4 +0.003
R>0.4 +0.005
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, .
AlloySteel Alloy Steel,ToolSteel StainlessSteel Cast Iron Aluminium Copper Alloys Graphite
(<35HRC) (48HRC) Alloys

©

© Most Suitable () Suitable

Recommended Cutting Data 3 P481
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MILLING TOOLS | Solid Carbide Endmills

ST210-S4

4 Flute with Unequal Tooth Pitch

Lc
L
=glotd Lo
- — — r A Fig2 h6
LC See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
ST210-54-02006 2 6 50 4 1 o
ST210-54-02506 2.5 6 50 4 1 o
ST210-54-03009 3 9 50 4 1 o
ST210-54-03509 35 9 50 4 1 ([
ST210-54-04011 4 11 50 4 2 ([
ST210-54-04511 4.5 11 50 4 1 O
ST210-S4-05013 5 13 50 6 1 [
ST210-S4-06016 6 16 50 6 2 [
ST210-54-08020 8 20 60 8 2 o
ST210-S4-10025 10 25 72 10 2 o
ST210-54-12030 12 30 75 12 2 o
ST210-S4-14032 14 32 80 14 2 O
ST210-54-16036 16 36 100 16 2 o
ST210-54-20045 20 45 100 20 2 o
@Stock OAvailable upon Order D Tol
D<6 S0
6<D<16 e
D>16 S04
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S f;esl’H R,él)loySteel Alloy S(Zegel_ll,;(é?lSteel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P482
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Solid Carbide Endmills | MILLING TOOLS

ST210-R4

4 Flute with Unequal Tooth Pitch,Cornor Raidus
{,
S £ ————adN
L

See page 149 or guidelines to icons

L

Ordering Code D r Lc L d Figure No. Stock
ST210-R4-02002 2 0.2 6 50 4 2 O
ST210-R4-03003 3 03 9 50 4 2 O
ST210-R4-03005 3 0.5 9 50 4 2 O
ST210-R4-04005 4 0.5 11 50 4 1 (]
ST210-R4-04010 4 1 11 50 4 1 (]
ST210-R4-05005 5 0.5 13 50 6 2 O
ST210-R4-06005 6 0.5 16 50 6 1 (]
ST210-R4-06010 6 1 16 50 6 1 {
ST210-R4-08005 8 0.5 20 60 8 1 (]
ST210-R4-08010 8 1 20 60 8 1 o
ST210-R4-10005 10 0.5 25 72 10 1 o
ST210-R4-10010 10 1 25 72 10 1 o

@Stock OAvailable upon Order D Tol

p<6 S0

6<p<16 803

unit (mm)

Workpiece Material

P M S|

1234 5 123 123 4
Carbon Steel, AlloySteel Alloy Steel,ToolSteel . . I
(<35HRC) (48HRC) StainlessSteel Heat-resistant Alloys Titanium Alloys
O O @ O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P482
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MILLING TOOLS | Solid Carbide Endmills

ST210-R4
4 Flute with Unequal Tooth Pitch,Cornor Raidus
hS I

Lc

L
=g e L [
See page 149 or guidelines to icons
Ordering Code D r Lc L d Figure No. Stock
ST210-R4-10020 10 2 25 72 10 1 O
ST210-R4-12010 12 1 30 75 12 1 o
ST210-R4-12020 12 2 30 75 12 1 O
ST210-R4-12030 12 3 30 75 12 1 ([
ST210-R4-16010 16 1 36 100 16 1 ([
ST210-R4-16020 16 2 36 100 16 1 O
ST210-R4-16030 16 3 36 100 16 1 o
ST210-R4-20010 20 1 45 100 20 1 ([
ST210-R4-20020 20 2 45 100 20 1 O
ST210-R4-20030 20 3 45 100 20 1 (]
@Stock OAvailable upon Order D Tol
D<16 S
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S iegesl,H R,él)loySteel Alloy S(zegel_ll,;(é?lSteel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O O O ©

© Most Suitable () Suitable
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Solid Carbide Endmills | MILLING TOOLS

ST210-RN4

4 Flute with Unequal Tooth Pitch and Reduced Neck,Cornor Raidus

Lc
L1
h6 ‘
See page 149 or guidelines to icons

da

Ordering Code D r Lc L1 D2 L d Figure No.  Stock
ST210-RN4-12010 12 1 24 45 11 90 12 1 O
ST210-RN4-12030 12 3 24 45 11 90 12 1 O
ST210-RN4-16010 16 1 30 60 15 110 16 1 O
ST210-RN4-16030 16 3 30 60 15 110 16 1 O
ST210-RN4-20010 20 1 40 65 19 115 20 1 O
ST210-RN4-20030 20 3 40 65 19 115 20 1 O
ST210-RN4-25030 25 3 50 75 24 135 25 1 O

@Stock OAvailable upon Order D Tol
D<16 0.03
D16 Bos
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S LG;SIH Rél}loySteel Alloy S&%ﬂ’;ﬁ?lsmel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O ©) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P482
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MILLING TOOLS | Solid Carbide Endmills

ST210-RL5

5 Flute with Unequal Tooth Pitch and Long Flute, Cornor Raidus

{
TS T e — NN
Lc

L
=] YL
h6 Helix
See page 149 or guidelines to icons
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-RL5-200005 20 0.5 60 110 20 1 O
ST210-RL5-200005A 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
D<16 903
b-16 0.04
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S iegesl,H R,él)loySteel Alloy S(zegel_ll,;(é?lSteel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O O O ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P483
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Solid Carbide Endmills | MILLING TOOLS

ST210-B4

4 Flute with Unequal Tooth Pitch,Ballnose
@

Lc
L ngle) | |
el o] e

See page 149 or guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
ST210-B4-02004 2 1 4 50 6 1 O
ST210-B4-03006 3 1.5 6 50 6 1 O
ST210-B4-04008 4 2 8 50 6 1 o
ST210-B4-05010 5 25 10 50 6 1 O
ST210-B4-06012 6 3 12 50 6 1 o
ST210-B4-08014 8 4 14 60 8 1 { ]
ST210-B4-10018 10 5 18 75 10 1 (]
ST210-B4-12022 12 6 22 75 12 1 O
ST210-B4-16030 16 8 30 100 16 1 O
ST210-B4-20038 20 10 38 100 20 1 O

@Stock OAvailable upon Order D Tol
R>1 +0.02
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S LG;SIH Rél}loySteel Alloy S&%ﬂ’;ﬁ?lsmel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O ©) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P483
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MILLING TOOLS | Solid Carbide Endmills

ST300-RN4

4 Flute with Unequal Tooth Pitch and Reduced Neck, Internal Coolant, Cornor Raidus

) ﬁi# ] S m
L1

L e L L ||

See page 149 or guidelines to icons

d2

Ordering Code D r Lc L1 d2 L d Figure No.  Stock
ST300-RN4-12010 12 1 24 38 114 90 12 1 O
ST300-RN4-12030 12 3 24 38 114 90 12 1 O
ST300-RN4-16010 16 1 32 47 154 100 16 1 O
ST300-RN4-16030 16 3 32 47 154 100 16 1 O
ST300-RN4-20010 20 1 40 57 19.4 115 20 1 O
ST300-RN4-20030 20 3 40 57 19.4 115 20 1 O

@Stock OAvailable upon Order D Tol
D<16 Sos
b>12 Boa

unit (mm)

Workpiece Material

P M B

1234 5 123 \

Carbon Steel,
AlloySteel Alloy S(Zeéﬂ,‘éc&;}lSteel StainlessSteel TA TC T
(<35HRC) . - B
O O o o R -

© Most Suitable () Suitable

Recommended Cutting Data 3 P484
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Solid Carbide Endmills | MILLING TOOLS

ST300-RN5

5 Flute with Unequal Tooth Pitch and Reduced Neck, Internal Coolant, Cornor Raidus
==E —
: === | ] Y [

See page 149 or guidelines to icons

d2

Ordering Code D r Lc L1 d2 L d Figure No.  Stock
ST300-RN5-16010 16 1 32 47 154 100 16 1 O
ST300-RN5-16030 16 3 32 47 154 100 16 1 (]
ST300-RN5-20010 20 1 40 67 194 117 20 1 O
ST300-RN5-20030 20 3 40 67 194 117 20 1 O
ST300-RN5-25030 25 3 50 82 244 138 25 1 O

@Stock OAvailable upon Order D Tol
D<16 o3
unit (mm)
Workpiece Material
1234 5 123 4
Carbon Steel,

AlloySteel Alloy S(a%el_l‘,;(é())ISteel StainlessSteel " = 8

(<35HRC) a atp B

O O O © O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P485
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MILLING TOOLS | Solid Carbide Endmills

SN200-R4

4Flute with Unequal Tooth Pitch,Cornor Raidus
S
S E——— g e E——

Lc

L =i L L

See page 149 or guidelines to icons

Ordering Code D r Lc L d Figure No. Stock
SN200-R4-06005 6 0.5 15 50 6 1 ([
SN200-R4-08010 8 1 19 63 8 1
SN200-R4-10010 10 1 22 2 10 1 [ ]
SN200-R4-12010 12 1 26 83 12 1 [ ]
SN200-R4-16010 16 1 32 92 16 1 O
SN200-R4-18010 18 1 32 92 18 1 O

@Stock OAvailable upon Order D Tol
D<12 Qo3
>0 gy

unit (mm)

Workpiece Material

P M B

1234 5 123 123 4
Carbon Steel, AlloySteel Alloy Steel,ToolSteel . . -
(<35HRC) (48HRC) StainlessSteel Heat-resistant Alloys Titanium Alloys
O O ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P486

324 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SN200-B4

4 Flute with Unequal Tooth Pitch,Ballnose

<
L 30°
A | A |30 9
h6 d Helix Ballnose

See page 149 or guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
SN200-B4-06012 6 3 12 50 6 1 @)
SN200-B4-08014 8 4 14 60 8 1 @)
SN200-B4-10018 10 5 18 75 10 1 @)
SN200-B4-12022 12 6 22 75 12 1 @)
SN200-B4-16026 16 8 26 90 16 1 O

@Stock OAvailable upon Order R Tol
R=3 +0.020
unit (mm)

Workpiece Material

P M S|

1234 5 123 123 4
Carbon Steel, AlloySteel Alloy Steel,ToolSteel . e I
(<35HRC) (48HRC) StainlessSteel Heat-resistant Alloys Titanium Alloys
O O (©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P487
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MILLING TOOLS | Solid Carbide Endmills

SD200-KDA

12 Flute, Rhombic teeth

’ - e A —
L SomEmm
See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
SD200-KDA-04010 4 10 50 4 1 O
SD200-KDA-06015 6 15 60 6 1 O
SD200-KDA-08020 8 20 60 8 1 O
SD200-KDA-10025 10 25 75 10 1 O
SD200-KDA-12030 12 30 85 12 1 O
@Stock OAvailable upon Order R Tol
4<0<12 fou
unit (mm)

Workpiece Material

P M N

1234 5 123 123 4 5

Carbon Steel,
AlloySteel
(<35HRC)

Alloy Steel,ToolSteel
(48HRC)

Carbon fiber, glass

StainlessSteel AluminiumAlloys Copper Alloys fiber,composite material

(©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P488
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Solid Carbide Endmills | MILLING TOOLS

SD200-JD2

2 Flute, Herringbone Endmill

) — g —_—=

Lc

L =GRS

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SD200-JD2-04010 4 10 50 4 1 O
SD200-JD2-06015 6 15 50 6 1 O
SD200-JD2-08020 8 20 60 8 1 O
SD200-JD2-10025 10 25 75 10 1 O
SD200-JD2-12030 12 30 75 12 1 O

@Stock OAvailable upon Order R Tol
4<0<12 foa
unit (mm)

Workpiece Material

P M N

1234 5 123 123 4 5

Carbon Steel,
AlloySteel
(<35HRC)

Alloy Steel,ToolSteel
(48HRC)

Carbon fiber, glass

StainlessSteel AluminiumAlloys Copper Alloys fiber,composite material

(@)

© Most Suitable () Suitable

Recommended Cutting Data 3 P488
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MILLING TOOLS | Solid Carbide Endmills

SH260-S2-H w=

2 Flute, Standard Length

T f
T == ~ |
LU L

L
-
| TSTOST A <= Q] HL |
hé Helix

Lc See page 149 or guidelines to icons

r

Ordering Code D Lc L d Figure No. Stock
SH260-S2-1-2.5-H 1 2.5 50 4 1 [ ]
SH260-S2-2-5-H 2 5 50 4 1 [ J
SH260-S2-3-7.5-H 3 75 50 4 1 [ J
SH260-S2-4-10-H 4 10 50 4 2 [ J
SH260-S2-5-12.5-H 5 12.5 50 6 1 @
SH260-S2-6-15-H 6 15 50 6 2 o
SH260-S2-8-20-H 8 20 60 8 2 @
SH260-S2-10-25-H 10 25 75 10 2 o
SH260-S2-12-30-H 12 30 75 12 2 o

@Stock OAvailable upon Order D Tol
D<6 So1
D>6 S
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;f“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O @ O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P489
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Solid Carbide Endmills | MILLING TOOLS

SH260-SN2-H w=

2 Flute, Reduced Neck

d2

[l

d2
=
©

Ordering Code D
SH260-SN2-1-3-H 1
SH260-SN2-1-4-H 1
SH260-SN2-1-6-H 1
SH260-SN2-1-8-H 1
SH260-SN2-1-10-H 1
SH260-SN2-1.5-6-H 15
SH260-SN2-1.5-10-H 15
SH260-SN2-2-6-H 2
SH260-SN2-2-8-H 2

@Stock OAvailable upon Order

1234 5

Carbon Steel, Alloy Steel,ToolSteel

AlloySteel
(<35HRC) (48HRC)
O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P489

Lc d2 L1
15 0.96 3
15 0.96 4
15 0.96 6
15 0.96 8
15 0.96 10
2.5 1.44 6
25 1.44 10
3 1.92 6
3 1.92 8

Workpiece Material

6 1
PH,Ferrite,Martensite Hardened Steel
Steel( < 35HRC) (45-55HRC)

@)

ﬁ Figl m

=rnE=Emm
hé Helix

50
50
50
50
50
50
50
50
50

B R e S

2

Hardened Steel
(55-60HRC)

©)

See page 149 or guidelines to icons

Figure No. Stock

1 o
1 o
1 o
1 [ ]
1 [ ]
1 [
1 [
1 [
1 [ ]

Tol
D<6 801

unit (mm)

34

Hardened Steel( >
60HRC)

©)
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SH260-SN2-H =

2 Flute,Reduced Neck

d2

"Tﬂ — I a Figl m
Rl -

L s

See page 149 or guidelines to icons

d2

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH260-SN2-2-10-H 2 3 1.92 10 50 4 1 o
SH260-SN2-2-12-H 2 3 1.92 12 50 4 1 o
SH260-SN2-3-9-H 3 4.5 2.88 9 50 4 1 o
SH260-SN2-3-18-H 3 4.5 2.88 18 50 4 1 o
SH260-SN2-4-12-H-6 4 6 3.8 12 60 6 1 o
SH260-SN2-4-24-H-6 4 6 3.8 24 60 6 1 (]
SH260-SN2-5-15-H 5 7.5 4.8 15 60 6 1 { ]
SH260-SN2-6-18-H 6 9 5.8 18 75 6 2 (]
SH260-SN2-6-36-H 6 9 5.8 36 75 6 2 (]

@Stock OAvailable upon Order D Tol
D<6 So1
D>6 S
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;:)“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<§>5/H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O @) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P489

330 _ GESAC
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SH260-S4-H w=

4 Flute, Standard Length

T f
T

L

ﬁT _ @q Fig2 LS P4‘ mesnp0_ | L
1 _ 1 h6 l‘ Helix
L—L See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

SH260-S4-1-2.5-H 1 2.5 50 4 1 (]
SH260-S4-1-2.5-H-6 1 2.5 50 6 1 [
SH260-54-1.5-4-H 15 4 50 4 1 [
SH260-S4-2-5-H 2 5 50 4 1 [
SH260-S4-2.5-6-H 2.5 6 50 4 1 o
SH260-S4-3-8-H-3 3 8 50 3 2 ([
SH260-S4-3-8-H 3 8 50 4 1 o
SH260-S4-4-10-H 4 10 50 4 2 o
SH260-S4-5-13-H 5 13 50 6 1 o

@Stock OAvailable upon Order D Tol

b<6 801

6<p<12 | 8o

p>12 Bo3

unit (mm)

Workpiece Material

1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-S4-H =

4 Flute, Standard Length

T |
T T=s ~

L

= =R UL
i ooy L
L—L See page 149 or guidelines to icons

L
) Continuation
Ordering Code D Lc L d Figure No. Stock

SH260-S4-6-15-H 6 15 50 6 2 [ ]
SH260-S4-8-20-H 8 20 60 8 2 [ ]
SH260-S4-10-25-H 10 25 75 10 2 [ J
SH260-S4-10-30-H 10 30 75 10 2 ([ J
SH260-S4-12-30-H 12 30 75 12 2 o
SH260-S4-12-36-H 12 36 75 12 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 S

6<D<12 Lo

D>12 B3

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;f“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O @ O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-SH4-H =

4 Flute, Long Shank

b - ﬁ@i e ———— e 2N
=R L

Lc See page 149 or guidelines to icons

it
|
-0

L
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 5 60 4 1 [
SH260-SH4-3-60-H 3 8 60 4 1 (]
SH260-SH4-3-60-H-6 3 8 60 6 1 (]
SH260-SH4-4-60-H 4 10 60 4 2 [
SH260-SH4-4-75-H 4 10 75 4 2 ([
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 ([ J
@Stock OAvailable upon Order D Tol
b<6 B0
e<o<12 B
b>12 Bo3
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-SH4-H =

4 Flute, Long Shank

ok — J@i fel —_— AW

] ‘ Le
L
=y =9 UL
u h6 l‘ Helix
‘ Le See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc L d Figure No. Stock
SH260-SH4-6-60-H 6 15 60 6 2 o
SH260-SH4-6-75-H 6 15 75 6 2 [
SH260-SH4-8-75-H 8 20 75 8 2 [
SH260-SH4-8-100-H 8 20 100 8 2 ([
SH260-SH4-10-100-H 10 25 100 10 2 o
SH260-SH4-12-100-H 12 30 100 12 2 o
SH260-SH4-16-150-H 16 40 150 16 2 o
SH260-SH4-20-150-H 20 50 150 20 2 o
@Stock OAvailable upon Order D Tol
b<6 Bo01
6<D<12 S0
D>12 B0z
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;f“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O O @) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-SN4-H w=

4 Flute, Reduced Neck

I = Eﬁﬁi Fel —— - A
= gl UL

L1 See page 149 or guidelines to icons
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH260-SN4-1-3-H 1 2 0.96 3 50 4 1 o
SH260-SN4-1-6-H 1 2 0.96 6 50 4 1 ([
SH260-SN4-2-6-H 2 4 1.92 6 50 4 1 o
SH260-SN4-2-12-H 2 4 1.92 12 50 4 1 ([
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 ]
@Stock OAvailable upon Order D Tol
b<6 B0
e<o<12 | B
b>12 Bo3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O ©) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-SN4-H =

4 Flute,Reduced Neck

I sy : ——

‘ L1
L

H—— == ~ =] LIL

L1 See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH260-SN4-6-24-H 6 12 58 24 75 6 2 (]
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 o
SH260-SN4-12-36-H 12 24 11.8 36 100 12 2 o

@Stock OAvailable upon Order D Tol
D<6 0.01
6<D<12 802
D>12 Sos
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Caﬁﬁ)r;gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O @ O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-SL4-H =

4 Flute,Long Flute

= ——Tsss ~ —
. =i oo 3] LI

1
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%
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1 Le See page 149 or guidelines to icons
L
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 ([ J
SH260-SL4-3-15-H 3 15 50 4 1 ([ J
SH260-SL4-4-16-H 4 16 60 4 2 ([ J
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-SL4-10-40-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 @
@Stock OAvailable upon Order D Tol
D<6 B0
6<D<12 80
D>12 Bo3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O ©) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-S6-H =

6 Flute, Standard Length

Lc =
L =l -] UL

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH260-S6-6-15-H 6 15 50 6 1 ([
SH260-S6-8-20-H 8 20 60 8 1 o
SH260-S6-10-25-H 10 25 75 10 1 (]
SH260-S6-12-30-H 12 30 75 12 1 ([
SH260-S6-16-40-H 16 40 100 16 1 o
SH260-S6-20-45-H 20 45 100 20 1 o

@Stock OAvailable upon Order D Tol
D<é 8010
D>6 $020
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Cal;:)“o(;;gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-SH6-H ==

6 Flute, Long Shank

SES— T —————aSS

‘ Lc

L =gy - L

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH260-SH6-6-60-H 6 15 60 6 1 (]
SH260-SH6-8-75-H 8 20 75 8 1 (]
SH260-SH6-10-100-H 10 25 100 10 1 (]
SH260-SH6-12-100-H 12 30 100 12 1 o
SH260-SH6-16-150-H 16 45 150 16 1 @
SH260-SH6-20-150-H 20 60 150 20 1 o

@Stock OAvailable upon Order D Tol
b<6 So10
D>6 $o020
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Ca;blfor;gi;l’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-SL6-H =

6 Flute, Long Flute

L
=CmEE
=

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH260-SL6-6-24-H 6 24 75 6 1 (]
SH260-SL6-6-30-H 6 30 100 6 1 (]
SH260-SL6-8-32-H 8 32 75 8 1 {
SH260-SL6-8-40-H 8 40 100 8 1 {
SH260-SL6-10-40-H 10 40 100 10 1 (]
SH260-SL6-10-45-H 10 45 100 10 1 ([ J
SH260-SL6-10-50-H 10 50 150 10 1 ([ J

SH260-SL6-12-50-H 12 50 100 12 1 ([ J
SH260-SL6-12-60-H 12 60 150 12 1 ([ J
SH260-SL6-16-70-H 16 70 150 16 1 o
SH260-SL6-16-80-H 16 80 150 16 1 o
SH260-SL6-20-80-H 20 80 150 20 1 (]
@Stock OAvailable upon Order D Tol
<6 Bowo
D=6 B2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca'ﬁﬁ;gﬁgl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © (©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-R2-H twn

2 Flute, Cornor Raidus

%
-ULH — ﬁ Figl i m
Lc
L
%
< e~ . sl mﬂgﬂm
‘<L> See page 149 or guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SH260-R2-1-0.1-H 1 2.5 0.1 50 4 1 @
SH260-R2-1-0.2-H 1 2.5 0.2 50 4 1 [ J
SH260-R2-2-0.2-H 2 5 0.2 50 4 1 [ ]
SH260-R2-2-0.3-H 2 5 0.3 50 4 1 [ J
SH260-R2-3-0.2-H 3 7.5 0.2 50 4 1 @
SH260-R2-3-0.5-H 3 7.5 0.5 50 4 1 @
SH260-R2-4-0.2-H 4 10 0.2 50 4 2 @
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 @
@Stock OAvailable upon Order D Tol
b<é6 o1
D>6 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty ;E) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-RN2-H wx

2 Flute with Reduced Neck ,Cornor Raidus

—
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) LI See page 149 or guidelines to icons
Ordering Code D Lc r d2 L1 L d Figure No.  Stock

SH260-RN2-1-3-0.1-H 1 15 0.1 0.96 3 50 4 1 ]
SH260-RN2-1-3-0.2-H 1 15 0.2 0.96 3 50 4 1 o
SH260-RN2-1-4-0.2-H 1 15 0.2 0.96 4 50 4 1 ]
SH260-RN2-1-6-0.1-H 1 15 0.1 0.96 6 50 4 1 [ J
SH260-RN2-1-6-0.2-H 1 15 0.2 0.96 6 50 4 1 [ J
SH260-RN2-1-8-0.2-H 1 15 0.2 0.96 8 50 4 1 [ J
SH260-RN2-1-10-0.2-H 1 15 0.2 0.96 10 50 4 1 [ J
SH260-RN2-1.5-6-0.2-H 15 2.5 0.2 1.44 6 50 4 1 [ J
SH260-RN2-1.5-8-0.2-H 15 2.5 0.2 1.44 8 50 4 1 [ J
SH260-RN2-1.5-10-0.2-H 15 2.5 0.2 1.44 10 50 4 1 o
SH260-RN2-2-6-0.2-H 2 3 0.2 1.92 6 50 4 1 [
SH260-RN2-2-6-0.5-H 2 3 0.5 1.92 6 50 4 1 [ ]
SH260-RN2-2-8-0.2-H 2 3 0.2 1.92 8 50 4 1 ([ J
@Stock OAvailable upon Order D Tol
D<6 Qo
0>6 o

unit (mm)

Workpiece Material

1234 5 6 1 2 34
Ca'ﬁﬁ)@gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O @ O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P489
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SH260-RN2-H o

2 Flute with Reduced Neck ,Cornor Raidus
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ﬁt Figl [ ;ﬁ“

L1 See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SH260-RN2-2-10-0.2-H 2 3 0.2 1.92 10 50 4 1 (]
SH260-RN2-2-12-0.2-H 2 3 0.2 1.92 12 50 4 1 {
SH260-RN2-2-12-0.5-H 2 3 0.5 192 12 50 4 1 (]
SH260-RN2-3-9-0.2-H 3 4.5 0.2 2.88 9 50 4 1 {
SH260-RN2-3-9-0.5-H 3 4.5 0.5 2.88 9 50 4 1 (]
SH260-RN2-3-18-0.2-H 3 45 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 (]
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 [ J
SH260-RN2-5-30-0.5-H 5 7.5 0.5 4.8 30 60 6 1 [ J
SH260-RN2-6-18-0.5-H 6 9 0.5 5.8 18 60 6 2 [ J
SH260-RN2-6-36-0.5-H 6 9 0.5 5.8 36 60 6 2 [ J

@Stock OAvailable upon Order D Tol
b<6 o1
0>6 | Qoo

unit (mm)

Workpiece Material

1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P489
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SH260-R4-H w

4 Flute, Cornor Raidus
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See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
SH260-R4-1-0.1-H 1 2.5 0.1 50 4 1 ([ J
SH260-R4-1-0.2-H 1 2.5 0.2 50 4 1 ( J
SH260-R4-1.5-0.1-H 1.5 4 0.1 50 4 1 ([ J
SH260-R4-1.5-0.15-H 1.5 4 0.15 50 4 1 O
SH260-R4-1.5-0.2-H 1.5 4 0.2 50 4 1 ([ J
SH260-R4-1.5-0.3-H 15 4 0.3 50 4 1 ([ J
SH260-R4-2-0.1-H 2 5 0.1 50 4 1 ([ J
SH260-R4-2-0.2-H 2 5 0.2 50 4 1 ([ J
SH260-R4-2-0.3-H 2 5 0.3 50 4 1 ([ J
SH260-R4-2-0.5-H 2 5 0.5 50 4 1 ([ J
SH260-R4-3-0.2-H 3 8 0.2 50 4 1 { ]
SH260-R4-3-0.3-H 3 8 0.3 50 4 1 o
SH260-R4-3-0.5-H 3 8 0.5 50 4 1 (]
SH260-R4-3-0.2-H-3 3 8 0.2 50 3 2 ([ J
SH260-R4-3-0.3-H-3 3 8 0.3 50 3 2 ([ J
SH260-R4-3-0.2-H-6 3 8 0.2 50 6 1 ( J
SH260-R4-4-0.2-H 4 10 0.2 50 4 2 ([ J

@Stock OAvailable upon Order D Tol

b<6 S

6<D<12 0

D>12 S

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca'ﬁﬁ)@gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © (©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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SH260-R4-H w

4 Flute, Cornor Raidus
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LLV See page 149 or guidelines to icons

B ) 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 ([
SH260-R4-4-0.5-H-6 4 10 0.5 50 6 1 ( J
SH260-R4-5-0.2-H 5 13 0.2 50 6 1 ([
SH260-R4-5-0.5-H 5 13 0.5 50 6 1 ( J
SH260-R4-6-0.2-H 6 15 0.2 50 6 2 [
SH260-R4-6-0.3-H 6 15 0.3 50 6 2 ([ J
SH260-R4-6-0.5-H 6 15 0.5 50 6 2 (]
SH260-R4-6-1-H 6 15 1 50 6 2 ([ J
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 { ]
SH260-R4-8-0.5-H 8 20 0.5 60 8 2 ]
SH260-R4-8-1-H 8 20 1 60 8 2 ([ J
SH260-R4-10-0.2-H 10 25 0.2 75 10 2 ( J

@Stock OAvailable upon Order D Tol

b<6 S

6<p<12 | Qp

> o

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caflfor;g:ggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © © © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490

GESAC _ 345




MILLING TOOLS | Solid Carbide Endmills

SH260-R4-H w

4 Flute, Cornor Raidus
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‘#— See page 149 or guidelines to icons
L
) 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 { ]
SH260-R4-12-0.5-H 12 30 0.5 75 12 2 (]
SH260-R4-12-1-H 12 30 1 75 12 2 { ]
SH260-R4-12-2-H 12 30 2 75 12 2 o
@Stock OAvailable upon Order D Tol
Dsé6 o1
6<p<12 oy
D>12 B3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;f)lﬁ)n gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
th (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O @) @) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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Solid Carbide Endmills | MILLING TOOLS

SH260-RH4-H w»

4 Flute with Long Shank, Cornor Raidus

Lc

T =1 UL

LLV See page 149 or guidelines to icons

{H — E@ﬁf Figl —— e

L

Ordering Code D Lc r L d Figure No. Stock
SH260-RH4-2.5-60-0.5-H-6 2.5 6 0.5 60 6 1 ([ J
SH260-RH4-3-60-0.5-H-6 3 8 0.5 60 6 1 ([ J
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 (]
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 o
SH260-RH4-5-60-0.5-H 5 13 0.5 60 6 1 o
SH260-RH4-6-60-0.2-H 6 15 0.2 60 6 2 o
SH260-RH4-6-60-0.3-H 6 15 0.3 60 6 2 o
SH260-RH4-6-75-0.3-H 6 15 0.3 60 6 2 o
SH260-RH4-6-60-0.5-H 6 15 0.5 6 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 o1

6<D<12 O,

D>12 o3

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © © © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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MILLING TOOLS | Solid Carbide Endmills

SH260-RH4-H w

4 Flute with Long Shank, Cornor Raidus
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) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH260-RH4-6-60-1-H 6 15 1 60 6 2 (]
SH260-RH4-6-75-1-H 6 15 1 75 6 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 (]
SH260-RH4-8-75-1-H 8 20 1 75 8 2 o
SH260-RH4-8-100-1-H 8 20 1 100 8 2 o
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 1 120 10 2 o
SH260-RH4-10-100-2-H 10 25 2 120 10 2 o
SH260-RH4-12-100-0.5-H 12 30 0.5 100 12 2 (]
SH260-RH4-12-120-0.5-H 12 30 0.5 120 12 2 o
SH260-RH4-12-100-1-H 12 30 1 100 12 2 o
SH260-RH4-12-120-1-H 12 30 1 120 12 2 o

@Stock OAvailable upon Order D Tol
b<6 o1
6<D<12 0
D>12 S
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca'ﬁﬁ)@gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © (©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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Solid Carbide Endmills | MILLING TOOLS

SH260-RN4-H w=

4 Flute with Reduced Neck,Cornor Raidus
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‘ 8| o See page 149 or guidelines to icons
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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 3 50 4 1 ([
SH260-RN4-1-6-0.1-H 1 2 0.1 0.96 6 50 4 1 o
SH260-RN4-1.5-4.5-0.1-H 1.5 3 0.1 1.45 4.5 50 4 1 o
SH260-RN4-1.5-9-0.1-H 15 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-RN4-2-12-0.2-H 2 4 0.2 1.92 12 50 4 1 {
SH260-RN4-2-6-0.3-H 2 4 0.3 1.92 6 50 4 1 {
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 9 60 6 1 ]
SH260-RN4-3-18-0.2-H-6 3 6 0.2 2.88 18 60 6 1 o
SH260-RN4-3-9-0.3-H-6 3 6 0.3 2.88 9 60 6 1 o
SH260-RN4-3-18-0.3-H-6 3 6 0.3 2.88 18 60 6 1 o
SH260-RN4-4-12-0.2-H-6 4 8 0.2 3.8 12 60 6 1 o
SH260-RN4-4-12-0.3-H-6 4 8 0.3 3.8 12 60 6 1 o
SH260-RN4-4-12-0.5-H-6 4 8 0.5 3.8 12 60 6 1 ([
SH260-RN4-4-24-0.5-H-6 4 8 0.5 3.8 24 75 6 1 [ J
SH260-RN4-6-18-0.2-H 6 12 0.2 58 18 75 6 2 [ ]
@Stock OAvailable upon Order D Tol
<6 Qo
6<p<12 oy
b>12 Qo
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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MILLING TOOLS | Solid Carbide Endmills

SH260-RN4-H =

4 Flute with Reduced Neck,Cornor Raidus
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) Continuation
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Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SH260-RN4-6-24-0.2-H 6 12 0.2 58 24 75 6 2 [ ]
SH260-RN4-6-18-0.5-H 6 12 0.5 5.8 18 75 6 2 [ J
SH260-RN4-6-24-0.5-H 6 12 0.5 5.8 24 75 6 2 [ J
SH260-RN4-8-24-0.2-H 8 16 0.2 7.8 24 75 8 2 ([ J
SH260-RN4-8-32-0.2-H 8 16 0.2 7.8 32 75 8 2 o
SH260-RN4-8-24-0.5-H 8 16 0.5 7.8 24 75 8 2 o
SH260-RN4-8-32-0.5-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-RN4-10-40-0.5-H 10 20 0.5 9.8 40 100 10 2 o
SH260-RN4-10-30-1-H 10 20 1 9.8 30 100 10 2 o
SH260-RN4-10-40-1-H 10 20 1 9.8 40 100 10 2 o
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 (]
SH260-RN4-12-48-1-H 12 24 1 11.8 48 100 12 2 ()

@Stock OAvailable upon Order D Tol
b<6 o1
6<0<12 oy
b>12 Qo3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca'ﬁﬁ)@gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © (©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P490
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Solid Carbide Endmills | MILLING TOOLS

SH260-B2-H wn

2 Flute, Ballnose
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Ordering Code D R Lc L d Figure No. Stock
SH260-B2-1-1.5-H 1 0.5 15 50 4 1 ]
SH260-B2-1.5-2.5-H 15 0.75 25 50 4 1 o
SH260-B2-1.5-2.5-H-6 15 0.75 25 50 6 1 ([
SH260-B2-2-3-H 2 1 3 50 4 1 [
SH260-B2-3-4.5-H 3 15 45 50 4 1 ]
SH260-B2-3-4.5-H-3 3 15 4.5 50 3 2 o
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 ]
SH260-B2-5-7.5-H 5 25 7.5 50 6 1 o
SH260-B2-6-9-H 6 3 9 50 6 2 (]
SH260-B2-7-10.5-H 7 35 10.5 60 8 1 o
SH260-B2-8-12-H 8 4 12 60 8 2 (]
SH260-B2-10-15-H 10 5 15 5 10 2 o
SH260-B2-12-18-H 12 6 18 75 12 2 o
SH260-B2-16-24-H 16 8 24 100 16 2 o

@Stock OAvailable upon Order D Tol
R<3 +0.005
R>3 +0.008
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) @) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P491
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MILLING TOOLS | Solid Carbide Endmills

SH260-BH2-H w=

2 Flute Long Shank, Ballnose
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L
Ordering Code D R Lc L d Figure No. Stock
SH260-BH2-2-60-H 2 1 3 60 4 1 [ J
SH260-BH2-2-60-H-6 2 1 3 60 6 1 ([ J
SH260-BH2-3-60-H 3 1.5 4.5 60 4 1 [ J
SH260-BH2-3-60-H-6 3 1.5 4.5 60 6 1 ([ J
SH260-BH2-3-75-H 3 1.5 4.5 75 4 1 [ J
SH260-BH2-3-75-H-6 3 1.5 4.5 75 6 1 ([ J
SH260-BH2-4-60-H 4 2 6 60 4 2 [ J
SH260-BH2-4-75-H 4 2 6 75 4 2 ([ J
SH260-BH2-4-60-H-6 4 2 6 60 6 1 ([ J
SH260-BH2-4-75-H-6 4 2 6 75 6 1 o
SH260-BH2-5-60-H 5 2.5 7.5 60 6 1 o
@Stock OAvailable upon Order D Tol
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © (©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P491
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Solid Carbide Endmills | MILLING TOOLS

SH260-BH2-H w=

2 Flute Long Shank, Ballnose
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) Continuation

Ordering Code D R Lc L d Figure No. Stock
SH260-BH2-6-60-H 6 3 9 60 6 2 o
SH260-BH2-6-75-H 6 3 9 75 6 2 (]
SH260-BH2-6-100-H 6 3 9 100 6 2 o
SH260-BH2-8-75-H 8 4 12 75 8 2 ()
SH260-BH2-8-100-H 8 4 12 100 8 2 o
SH260-BH2-10-100-H 10 5 15 100 10 2 o
SH260-BH2-10-120-H 10 5 15 120 10 2 o
SH260-BH2-12-100-H 12 6 18 100 12 2 o
SH260-BH2-12-120-H 12 6 18 120 12 2 o

@Stock OAvailable upon Order B ol
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;blfon g:ggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >

A (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)

O ©) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P491
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MILLING TOOLS | Solid Carbide Endmills

SH260-BN2-H w=

2 Flute with Reduced Neck, Ballnose
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See page 149 or guidelines to icons

Ordering Code D R Lc d2 L1 L d. Figure No.  Stock
SH260-BN2-1-3-H 1 0.5 1 0.96 3 50 4 1 o
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 ()
SH260-BN2-1.5-5-H 1.5 0.75 15 1.45 5 50 4 1 o
SH260-BN2-1.5-5-H-6 1.5 0.75 15 1.45 5 50 6 1 o
SH260-BN2-1.5-6-H 1.5 0.75 15 1.45 6 50 4 1 o
SH260-BN2-1.5-9-H 15 0.75 15 1.45 9 50 4 1 o
SH260-BN2-2-6-H 2 1 2 1.95 6 50 4 1 o
SH260-BN2-2-6-H-6 2 1 2 1.95 6 50 6 1 o
SH260-BN2-2-8-H 2 1 2 1.95 8 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 [ ]
SH260-BN2-3-9-H 3 15 3 2.9 9 50 4 1 ([ J
SH260-BN2-3-16-H-6 3 15 3 2.9 16 50 6 1 [ J
SH260-BN2-3-18-H 3 15 3 2.9 18 50 4 1 [ J

@Stock OAvailable upon Order el
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca'ﬁﬁ)@gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © (©) ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P491
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Solid Carbide Endmills | MILLING TOOLS

SH260-BN2-H o
2 Flute with Reduced Neck, Ballnose
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See page 149 or guidelines to icons
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) Continuation

Ordering Code D R Lc d2 L1 L d. Figure No.  Stock
SH260-BN2-3-18-H-6 3 15 3 2.9 18 50 6 1 o
SH260-BN2-4-12-H 4 2 4 3.9 12 50 4 2 (]
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 39 24 60 6 1 ([
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 59 18 75 6 2 o
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 12 119 36 100 12 2 o

@Stock OAvailable upon Order D Tol
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O © © © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P491
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MILLING TOOLS | Solid Carbide Endmills

SH300-S2-H

2 Flute, Standard Length
o R e ——

I =@~ LL
_r B Helix
w See page 149 or guidelines to icons

L

Ordering Code D Lc L d Figure No. Stock
SH300-S2-01003-H 1 2.5 50 4 1 O
SH300-S2-01504-H 1.5 3.75 50 4 1 O
SH300-S2-02005-H 2 5 50 4 1 O
SH300-S2-03008-H 3 7.5 50 4 1 O
SH300-S2-63008-H 3 75 50 6 1 O
SH300-S2-04010-H 4 10 50 4 2 O
SH300-S2-64010-H 4 10 50 6 1 O
SH300-S2-05013-H 5 12.5 50 6 1 O
SH300-S2-06015-H 6 15 50 6 2 O
SH300-S2-08020-H 8 20 60 8 2 O
SH300-S2-08020E-H 8 20 75 8 2 O
SH300-S2-10025-H 10 25 75 10 2 O
SH300-S2-12030-H 12 30 75 10 2 O

@Stock OAvailable upon Order D Tol

D<8 o

D>8 So1s
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;:)“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O O O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P491
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Solid Carbide Endmills | MILLING TOOLS

SH300-SN2-H

2 Flute,Reduced Neck
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Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN2-01003-H 1 1.5 0.95 3 50 4 1 O
SH300-SN2-01006-H 1 1.5 0.95 6 50 4 1 O
SH300-SN2-01505-H 1.5 2.25 1.45 4.5 50 4 1 O
SH300-SN2-01509-H 1.5 2.25 1.45 9 50 4 1 O
SH300-SN2-02006-H 2 3 1.95 6 50 4 1 O
SH300-SN2-02012-H 2 3 1.95 12 60 4 1 @)
SH300-SN2-63009-H 3 4.5 29 9 60 6 1 @)
SH300-SN2-63018-H 3 4.5 2.9 18 60 6 1 @)
SH300-SN2-64012-H 4 6 3.9 12 60 6 1 @)
SH300-SN2-64024-H 4 6 3.9 24 75 6 1 @)
SH300-SN2-05015-H 5 7.5 4.9 15 60 6 1 O
SH300-SN2-05030-H 5 7.5 4.9 30 75 6 1 O
SH300-SN2-06018-H 6 9 59 18 75 6 2 O
SH300-SN2-06036-H 6 9 5.9 36 90 6 2 O
@Stock OAvailable upon Order D Tol
D<é So1
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty SE) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O ©) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P491
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MILLING TOOLS | Solid Carbide Endmills

SH300-SS4-H

4 Flute, Stub Length
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Ordering Code D Lc L d Figure No. Stock
SH300-SS4-31002-H 1 2 50 3 1 O
SH300-SS4-01002-H 1 2 50 4 1 O
SH300-SS4-61002-H 1 2 50 6 1 O
SH300-SS4-31503-H 1.5 3 50 3 1 O
SH300-SS4-01503-H 15 3 50 4 1 O
SH300-SS4-61503-H 15 3 50 6 1 O
SH300-SS4-32004-H 2 4 50 3 1 O
SH300-SS4-02004-H 2 4 50 4 1 O
SH300-SS4-62004-H 2 4 50 6 1 O
SH300-SS4-33006-H 3 6 50 3 2 O
SH300-SS4-03006-H 3 6 50 4 1 O
SH300-SS4-63006-H 3 6 50 6 1 O

@Stock OAvailable upon Order D Tol

D<8 Qo1

w<o<2 o5
D>12 0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;f“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O @ O © O

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-SS4-H

4 Flute, Stub Length
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L
) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-SS4-04008-H 4 8 50 4 2 O
SH300-SS4-64008-H 4 8 50 6 1 O
SH300-SS4-05010-H 5 10 50 6 1 O
SH300-SS4-06012-H 6 12 50 6 2 O
SH300-SS4-08012E-H 8 12 75 8 2 O
SH300-SS4-08016-H 8 16 60 8 2 O
SH300-SS4-10020-H 10 20 75 10 2 O
SH300-SS4-12024-H 12 24 75 12 2 O
SH300-S54-14028-H 14 28 100 14 2 O
SH300-SS4-16032-H 16 32 100 16 2 @)

@Stock OAvailable upon Order D Tol

D<8 Qo1

10<p<12 Qs
D>12 Sw
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O ©) O @) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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MILLING TOOLS | Solid Carbide Endmills

SH300-S4-H

4 Flute, Standard Length
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LLV See page 149 or guidelines to icons

L

Ordering Code D Lc L d Figure No. Stock
SH300-54-31004-H 1 35 50 3 1 O
SH300-54-01004-H 1 35 50 4 1 [ J
SH300-54-61004-H 1 35 50 6 1 O
SH300-54-31505-H 15 5 50 3 1 O
SH300-54-01505-H 15 5 50 4 1 [ J
SH300-54-61505-H 15 5 50 6 1 O
SH300-54-32007-H 2 7 50 3 1 O
SH300-54-02007-H 2 7 50 4 1 o
SH300-54-62007-H 2 7 50 6 1 O
SH300-54-33010-H 8 10 50 3 2 O
SH300-54-03010-H 3 10 50 4 1 [ ]
SH300-54-63010-H 3 10 50 6 1 O
SH300-54-04012-H 4 12 50 4 2 [ J

@Stock OAvailable upon Order D Tol

D<8 S

<o<12 o5
S
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;:)“o(;;gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-S4-H

4 Flute, Standard Length

L

i et L
h5
LLV See page 149 or guidelines to icons

’_L

k ) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-54-64012-H 4 12 50 6 1 O
SH300-54-05015-H 5 15 50 6 1 O
SH300-54-06015-H 6 15 50 6 2 [ J
SH300-54-08020-H 8 20 60 8 2 [ J
SH300-54-08020E-H 8 20 75 8 2 [ J
SH300-54-10025-H 10 25 75 10 2 [ J
SH300-54-10025E-H 10 25 90 10 2 O
SH300-54-12030-H 12 30 75 12 2 [ J
SH300-54-12030E-H 12 30 90 12 2 O
SH300-54-14035-H 14 35 100 14 2 O
SH300-54-16040-H 16 40 100 16 2 O
SH300-54-18040-H 18 40 100 18 2 O
SH300-54-20045-H 20 45 100 20 2 O

@Stock OAvailable upon Order D =0

b<s8 o1

o<p<12 Jus
b>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-SH4-H

4 Flute, Long Shank

e — ﬂE@ﬁ: e e Ny

L
e oSS W el eo L] LIL
5 Helix
LL* See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SH300-SH4-31004-H 1 3.5 60 3 1 O
SH300-SH4-01004-H 1 3.5 60 4 1 o
SH300-SH4-61004-H 1 3.5 60 6 1 O
SH300-SH4-31505-H 15 5 60 3 1 O
SH300-SH4-01505-H 1.5 5 60 4 1 o
SH300-SH4-61505-H 15 5 60 6 1 O
SH300-SH4-32007-H 2 7 60 3 1 O
SH300-SH4-02007-H 2 7 60 4 1 o
SH300-SH4-62007-H 2 7 60 6 1 O
SH300-SH4-33010-H 3 10 60 3 2 O
SH300-SH4-03010-H 3 10 60 4 1 o
SH300-SH4-63010-H 3 10 60 6 1 O
@Stock OAvailable upon Order D Tol
D<8 So1
w<o<12 o5
D>12 Qo
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Cal;f“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-SH4-H

4 Flute, Long Shank

T — %ﬁi e e AWy

|
L

S E——— O rezigd o)L L L
h5 Helix
LL' See page 149 or guidelines to icons

- ) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-SH4-04012-H 4 12 60 4 2 [ J
SH300-SH4-64012-H 4 12 60 6 1 O
SH300-SH4-05015-H 5 15 60 6 1 O
SH300-SH4-06015-H 6 15 60 6 2 O
SH300-SH4-06015E-H 6 15 75 6 2 [ J
SH300-SH4-08020E-H 8 20 100 8 2 o
SH300-SH4-10025-H 10 25 100 10 2 (]
SH300-SH4-12030-H 12 30 100 12 2 ]
SH300-SH4-14035-H 14 35 120 14 2 O
SH300-SH4-16040-H 16 40 120 16 2 O
SH300-SH4-18040-H 18 40 150 18 2 O
SH300-SH4-20045-H 20 45 150 20 2 O

@Stock OAvailable upon Order D Tall

D<38 o1

10<0<12 Qs
b>12 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caflfor;g:ggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-SL4-H

4 Flute, Long Flute

T T = NN

L

- —SSS ami o< LI L

L—L See page 149 or guidelines to icons

L

Ordering Code D Lc L d Figure No. Stock
SH300-SL4-01004-H 1 4 60 4 1 O
SH300-SL4-01006-H 1 6 60 4 1 { ]
SH300-SL4-61004-H 1 4 60 6 1 O
SH300-SL4-01508-H 15 8 60 4 1 (]
SH300-SL4-61508-H 1.5 8 60 6 1 O
SH300-SL4-02008-H 2 8 60 4 1 O
SH300-SL4-62008-H 2 8 60 6 1 O
SH300-SL4-03012-H 3 12 60 4 1 O
SH300-SL4-63012-H 3 12 60 6 1 O
SH300-SL4-04016-H 4 16 60 4 2 O
SH300-SL4-64016-H 4 16 60 6 1 O

@Stock OAvailable upon Order D Tol

b<8 Lo

w<o<12 o5
D>12 0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;:)“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O O ©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-SL4-H

4 Flute, Long Flute

T = T

L

I =SS =Rl L
L—L See page 149 or guidelines to icons

L ) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-SL4-05020-H 5 20 60 6 1 O
SH300-SL4-06020-H 6 20 60 6 2 O
SH300-SL4-06025E-H 6 25 75 6 2 O
SH300-SL4-08025-H 8 25 75 8 2 O
SH300-SL4-08030-H 8 30 75 8 2 O
SH300-SL4-10040-H 10 40 100 10 2 O
SH300-SL4-12040-H 12 40 100 12 2 O
SH300-SL4-16055-H 16 55 120 16 2 O
SH300-SL4-20060-H 20 60 120 20 2 @)

@Stock OAvailable upon Order D Tol

b<8 o1

10<p<12 . Jois
D>12 02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
oy>tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRC)
O O ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-SN4-H

4 Flute, Reduced Neck
S — e S e
b L L

See page 149 or guidelines to icons
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Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-31004-H 1 2 0.96 4 50 3 1 O
SH300-SN4-01004-H 1 2 0.96 4 50 4 1 O
SH300-SN4-61004-H 1 2 0.96 4 50 6 1 O
SH300-SN4-31004E-H 1 2 0.96 4 60 3 1 O
SH300-SN4-01004E-H 1 2 0.96 4 60 4 1 o
SH300-SN4-61004E-H 1 2 0.96 4 60 6 1 o
SH300-SN4-31506-H 15 3 1.45 6 50 3 1 O
SH300-SN4-01506-H 15 3 1.45 6 50 4 1 O
SH300-SN4-61506-H 15 3 1.45 6 50 6 1 O
SH300-SN4-31506E-H 15 3 1.45 6 60 8 1 O
SH300-SN4-01506E-H 15 3 1.45 6 60 4 1 O
SH300-SN4-61508E-H 15 3 1.45 8 60 4 1 O

@Stock OAvailable upon Order D Tol
D<8 Qo
<p<12 o5
D>12 0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-SN4-H

4 Flute, Reduced Neck

=

{ -

d2

Solid Carbide Endmills | MILLING TOOLS

Workpiece Material

Ordering Code D Lc d2
SH300-SN4-61506E-H 1.5 3 1.45
SH300-SN4-32008-H 2 4 1.9
SH300-SN4-02008-H 2 4 1.9
SH300-SN4-62008-H 2 4 1.9
SH300-SN4-32008E-H 2 4 1.9
SH300-SN4-02008E-H 2 4 1.9
SH300-SN4-62008E-H 2 4 1.9
SH300-SN4-33012-H 3 6 2.9
SH300-SN4-03012-H 3 6 29
SH300-SN4-63012-H 3 6 2.9
SH300-SN4-33012E-H 3 6 2.9
SH300-SN4-03012E-H 3 6 2.9

@Stock OAvailable upon Order
1234 5 6
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite
(<35HRC) (48HRC) Steel( < 35HRC)
O

© Most Suitable () Suitable

Recommended Cutting Data 3 P492

1
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2

Hardened Steel
(55-60HRC)

©}

See page 149 or guidelines to icons

) Continuation

Figure No. Stock
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SH300-SN4-H

4 Flute, Reduced Neck
o[ —— e S e
b L L

See page 149 or guidelines to icons

—

1

]
|
%

a2
g
h
&

) Continuation

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-63009E-H 3 6 2.9 9 60 6 1 o
SH300-SN4-63012E-H 3 6 2.9 12 60 6 1 {
SH300-SN4-64012E-H 4 8 39 12 60 6 1 (]
SH300-SN4-04016-H 4 8 3.9 16 50 4 2 O
SH300-SN4-64016-H 4 8 39 16 50 6 1 O
SH300-SN4-04016E-H 4 8 39 16 60 4 2 O
SH300-SN4-64016E-H 4 8 39 16 60 6 1 o
SH300-SN4-05020-H 5 10 59 20 50 6 1 O
SH300-SN4-05020E-H 5 10 59 20 60 6 1 O
SH300-SN4-05020F-H 5 10 59 20 75 6 1 O
SH300-SN4-06018E-H 6 12 59 18 60 6 2 o
SH300-SN4-06024-H 6 12 59 24 75 6 2 O

@Stock OAvailable upon Order D Tol
b<8 o1
o<p<12 Jy5
D>12 0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-SN4-H

4 Flute, Reduced Neck

. E— ﬁmﬁ —————— ]
== ENSS D R ik

L1 ‘ See page 149 or guidelines to icons

d2

) Continuation

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-06024E-H 6 12 59 24 90 6 2 O
SH300-SN4-06024F-H 6 12 59 24 100 6 2 O
SH300-SN4-08024-H 8 16 7.9 24 75 8 2 [ J
SH300-SN4-08032-H 8 16 79 32 75 8 2 O
SH300-SN4-08032E-H 8 16 7.9 32 100 8 2 O
SH300-SN4-10040-H 10 20 9.9 40 100 10 2 o
SH300-SN4-10040E-H 10 20 9.9 40 120 10 2 O
SH300-SN4-12048-H 12 24 119 48 100 12 2 o
SH300-SN4-12048E-H 12 24 119 48 120 12 2 O
SH300-SN4-14056-H 14 28 139 56 120 14 2 O
SH300-SN4-16064-H 16 32 15.9 64 120 16 2 O
SH300-SN4-20080-H 20 40 19.9 80 120 20 2 O

@Stock OAvailable upon Order D Tol
b<s8 Qo
10<0<2 o5
b>12 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-S6-H

6 Flute, Standard Length

eSS E e

Lc

L =i~ UL

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-56-06015-H 6 15 50 6 1 o
SH300-S6-08020-H 8 20 60 8 1 o
SH300-S6-08020E-H 8 20 75 8 1 O
SH300-S6-10025-H 10 25 75 10 1 o
SH300-56-12030-H 12 30 75 12 1 O
SH300-56-14035-H 14 35 100 14 1 O
SH300-56-16040-H 16 40 100 16 1 O
SH300-56-18040-H 18 40 100 18 1 O
SH300-56-20045-H 20 45 100 20 1 O

@Stock OAvailable upon Order D ol
b<12 Sois
b>12 o
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Cal;:)“o(;;gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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SH300-SH6-H

6 Flute, Long Shank

o —
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A Figl

Solid Carbide Endmills

MILLING TOOLS

NNy

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-SH6-06015-H 6 15 60 6 1 O
SH300-SH6-06015E-H 15 75 6 1 O
SH300-SH6-08020-H 8 20 90 8 1 O
SH300-SH6-10025-H 10 25 100 10 1 O
SH300-SH6-12030-H 12 30 100 12 1 [ )
SH300-SH6-14035-H 14 35 120 14 1 O
SH300-SH6-16040-H 16 40 120 16 1 O
SH300-SH6-18040-H 18 40 120 18 1 O
SH300-SH6-20045-H 20 45 120 20 1 O

@Stock OAvailable upon Order D Tol

bs12 Bois
b>12 )
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty sg) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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SH300-SL6-H

6 Flute, Long Flute

-l E Figl —-\\\\“ ,

Lc )
L =Ry L

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-SL6-06025-H 6 25 75 6 1 O
SH300-SL6-08035-H 8 35 100 8 1 O
SH300-SL6-10045-H 10 45 100 10 1 O
SH300-SL6-12055-H 12 55 100 12 1 O
SH300-SL6-14055-H 14 55 120 14 1 O
SH300-SL6-16065-H 16 65 120 16 1 O
SH300-SL6-18065-H 18 65 150 18 1 O
SH300-SL6-20075-H 20 75 150 20 1 O

@Stock OAvailable upon Order D Tol
ps12 ot
> g
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Cal;:)“o(;;gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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SH300-R2-H

2 Flute, Cornor Raidus

S
T - %ﬁ s e
T
L S
4 ST =@ S
. ‘ Le See page 149 or guidelines to icons
Ordering Code D Lc r L d Figure No. Stock
SH300-R2-01001-H 1 2.5 0.1 50 4 1 O
SH300-R2-01002-H 1 25 0.2 50 4 1 O
SH300-R2-02001-H 2 5 0.1 50 4 1 O
SH300-R2-02002-H 2 5 0.2 50 4 1 O
SH300-R2-02003-H 2 5 0.3 50 4 1 O
SH300-R2-63002-H 3 7.5 0.2 50 6 1 O
SH300-R2-63003-H 3 7.5 0.3 50 6 1 O
SH300-R2-63005-H 3 75 0.5 50 6 1 O
SH300-R2-04003-H 4 10 0.3 50 4 2 O
SH300-R2-04005-H 4 10 0.5 50 4 2 O
SH300-R2-64005-H 4 10 0.5 50 6 1 O
SH300-R2-04010-H 4 10 1 50 4 2 O
SH300-R2-64010-H 4 10 1 50 6 1 O
@Stock OAvailable upon Order D Tol
D<8 S

0
w<o<2 o5

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;blfor;gi;l’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-R2-H

2 Flute, Cornor Raidus
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See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R2-05005-H 5 1255 0.5 50 6 1 O
SH300-R2-05010-H 5 1255 1 50 6 1 O
SH300-R2-06005-H 6 15 0.5 50 6 2 O
SH300-R2-06010-H 6 15 1 50 6 2 O
SH300-R2-08005-H 8 20 0.5 60 8 2 O
SH300-R2-08010-H 8 20 1 60 8 2 O
SH300-R2-10005-H 10 25 0.5 75 10 2 O
SH300-R2-10010-H 10 25 1 75 10 2 O
SH300-R2-10015-H 10 25 1.5 75 10 2 O
SH300-R2-10020-H 10 25 2 75 10 2 O
SH300-R2-12005-H 12 30 0.5 75 12 2 O
SH300-R2-12010-H 12 30 1 75 12 2 O
SH300-R2-12015-H 12 30 15 75 12 2 O
SH300-R2-12020-H 12 30 2 75 12 2 O

@Stock OAvailable upon Order D NE
bs<8 o1
10<p<12 Qo5
A (mm)
Workpiece Material

1234 5 6 1 2 34

Cal;:)“o(;;gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-RN2-H

2 Flute with Reduced Neck, Cornor Raidus
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L1 See page 149 or guidelines to icons

j
|
%\

d2
[_‘
o

Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN2-01001-H 1 1.5 0.1 6 0.95 50 4 1 O
SH300-RN2-01002-H 1 15 0.2 6 0.95 50 4 1 O
SH300-RN2-02001-H 2 3 01 12 1.95 50 4 1 O
SH300-RN2-02002-H 2 3 0.2 12 1.95 50 4 1 O
SH300-RN2-02003-H 2 3 0.3 12 1.95 50 4 1 O
SH300-RN2-63002-H 3 4.5 0.2 18 29 60 6 1 O
SH300-RN2-63003-H 3 45 0.3 18 29 60 6 1 O
SH300-RN2-63005-H 3 4.5 0.5 18 29 60 6 1 O
SH300-RN2-64005-H 4 6 0.5 24 39 75 6 1 O
SH300-RN2-64010-H 4 6 1 24 39 75 6 1 O
SH300-RN2-05005-H 5 7.5 0.5 30 4.9 75 6 1 O
SH300-RN2-05010-H 5 7.5 1 30 4.9 75 6 1 O
SH300-RN2-06005-H 6 9 0.5 36 59 90 6 2 O
SH300-RN2-06010-H 6 9 1 36 59 90 6 2 O

@Stock OAvailable upon Order D NE
D=8 Qo
0

1L (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-R4-H

4 Flute, Cornor Raidus
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See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-31001-H 1 3.5 0.1 50 3 1 O
SH300-R4-01001-H 1 3.5 0.1 50 4 1 O
SH300-R4-61001-H 1 3.5 0.1 50 6 1 O
SH300-R4-31002-H 1 3.5 0.2 50 3 1 O
SH300-R4-01002-H 1 3.5 0.2 50 4 1 O
SH300-R4-61002-H 1 3.5 0.2 50 6 1 @)
SH300-R4-31501-H 1.5 5 0.1 50 3 1 O
SH300-R4-01501-H 1.5 5 0.1 50 4 1 @)
SH300-R4-61501-H 1.5 5 0.1 50 6 1 @)
SH300-R4-31502-H 1.5 5 0.2 50 3 1 @)
SH300-R4-01502-H 1.5 5 0.2 50 4 1 O
SH300-R4-61502-H 1.5 5 0.2 50 6 1 @)

@Stock OAvailable upon Order D Tol

D<8 o1

10<0<12 Qs
b>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;:)“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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SH300-R4-H

4 Flute, Cornor Raidus
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Le
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L L_L_ See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-32001-H 2 7 0.1 50 3 1 O
SH300-R4-02001-H 2 7 0.1 50 4 1 O
SH300-R4-62001-H 2 7 0.1 50 6 1 O
SH300-R4-32002-H 2 7 0.2 50 3 1 O
SH300-R4-02002-H 2 7 0.2 50 4 1 [ J
SH300-R4-62002-H 2 7 0.2 50 6 1 O
SH300-R4-33002-H 3 10 0.2 50 3 2 O
SH300-R4-03002-H 3 10 0.2 50 4 1 O
SH300-R4-63002-H 3 10 0.2 50 6 1 O
SH300-R4-33005-H 8 10 0.5 50 8 2 O
SH300-R4-03005-H 3 10 0.5 50 4 1 { ]
SH300-R4-63005-H 3 10 0.5 50 6 1 O

@Stock OAvailable upon Order D Tol
D<8 Qo
10<0<12 o5
D>12 %o
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caflfor;g:ggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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MILLING TOOLS | Solid Carbide Endmills

SH300-R4-H

4 Flute, Cornor Raidus

T =t w s

|
L

I s =@l UL
‘ Le

See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-04002-H 4 12 0.2 50 4 2 (]
SH300-R4-64002-H 4 12 0.2 50 6 1 (]
SH300-R4-04005-H 4 12 0.5 50 4 2 O
SH300-R4-64005-H 4 12 0.5 50 6 1 {
SH300-R4-05002-H 5 15 0.2 50 6 1 O
SH300-R4-05005-H 5 15 0.5 50 6 1 o
SH300-R4-06005-H 6 15 0.5 50 6 2 o
SH300-R4-06007-H 6 15 0.7 50 6 2 o
SH300-R4-06010-H 6 15 1 50 6 2 o
SH300-R4-08005-H 8 20 0.5 60 8 2 O
SH300-R4-08005E-H 8 20 0.5 75 8 2 o
SH300-R4-08010-H 8 20 1 60 8 2 O
SH300-R4-08010E-H 8 20 1 75 8 2 O

@Stock OAvailable upon Order D Tol

b o1

10<p<2 Qs
b>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-R4-H

4 Flute, Cornor Raidus

T = N

Le
L

<
= ~ =g UL
L L_L_ See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-10005-H 10 25 0.5 75 10 2 ]
SH300-R4-10006-H 10 16 0.6 75 10 2 [ J
SH300-R4-10010-H 10 25 1 75 10 2 O
SH300-R4-10020-H 10 25 2 75 10 2 O
SH300-R4-12005-H 12 30 0.5 75 12 2 [ J
SH300-R4-12010-H 12 30 1 75 12 2 ([ J
SH300-R4-12020-H 12 30 2 75 12 2 O
SH300-R4-14010-H 14 35 1 100 14 2 ([ J
SH300-R4-16010-H 16 40 1 100 16 2 ([ J
SH300-R4-16020-H 16 40 2 100 16 2 o
SH300-R4-20010-H 20 45 1 100 20 2 O
SH300-R4-20020-H 20 45 2 100 20 2 O
SH300-R4-20030-H 20 45 3 100 20 2 O

@Stock OAvailable upon Order D Tol
b<8 Qo1
10<0<12 . Qo5
b>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caflfor;g:ggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492

GESAC _ 379




MILLING TOOLS | Solid Carbide Endmills

SH300-RH4-H

4 Flute with Long Shank,Cornor Raidus
b
Tﬂi m Figl w
Lc m—
@%§§QZ =i UL

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-31001-H 1 3.5 0.1 60 3 1 O
SH300-RH4-01001-H 1 3.5 0.1 60 4 1 O
SH300-RH4-61001-H 1 3.5 0.1 60 6 1 O
SH300-RH4-31002-H 1 3.5 0.2 60 3 1 O
SH300-RH4-01002-H 1 3.5 0.2 60 4 1 O
SH300-RH4-61002-H 1 3.5 0.2 60 6 1 O
SH300-RH4-31501-H 1.5 5 0.1 60 3 1 O
SH300-RH4-01501-H 15 5 0.1 60 4 1 O
SH300-RH4-61501-H 1.5 5 0.1 60 6 1 O
SH300-RH4-31502-H 15 5 0.2 60 3 1 O
SH300-RH4-01502-H 15 5 0.2 60 4 1 O
SH300-RH4-61502-H 15 5 0.2 60 6 1 O
SH300-RH4-32001-H 2 7 0.1 60 3 1 O
SH300-RH4-02001J-H 2 6 0.1 60 4 1 O
SH300-RH4-02001-H 2 7 0.1 60 4 1 O
SH300-RH4-62001-H 2 7 0.1 60 6 1 O
SH300-RH4-32002-H 2 7 0.2 60 3 1 O

@Stock OAvailable upon Order D Tol
D<8 o1
os<o<2 o5
b>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-RH4-H

4 Flute with Long Shank,Cornor Raidus

@%§§wz =gl UL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-02002-H 2 7 0.2 60 4 1 O
SH300-RH4-62002-H 2 7 0.2 60 6 1 O
SH300-RH4-33002-H 3 10 0.2 60 3 2 O
SH300-RH4-03002-H 3 10 0.2 60 4 1 O
SH300-RH4-63002A-H 3 8 0.2 60 6 1 O
SH300-RH4-63002-H 3 10 0.2 60 6 1 O
SH300-RH4-33005-H 3 10 0.5 60 3 2 O
SH300-RH4-03005-H 3 10 0.5 60 4 1 O
SH300-RH4-63005-H 3 10 0.5 60 6 1 O
SH300-RH4-04002-H 4 12 0.2 60 4 2 @
SH300-RH4-04005-H 4 12 0.5 60 4 2 O
SH300-RH4-05002-H 5 15 0.2 60 6 1 O
SH300-RH4-05005-H 5 15 0.5 60 6 1 O
SH300-RH4-06005-H 6 15 0.5 60 6 2 @
SH300-RH4-06005E-H 6 15 0.5 75 6 2 [ )
SH300-RH4-06005G-H 6 15 0.5 100 6 2 [ J

@Stock OAvailable upon Order D Tol
b<8 So1
10<0<12 Jors
b>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty SE) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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MILLING TOOLS | Solid Carbide Endmills

SH300-RH4-H

4 Flute with Long Shank,Cornor Raidus
S
Lc .
@%§§%2 =i UL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-06010-H 6 15 1 60 6 2 O
SH300-RH4-06010E-H 6 15 1 75 6 2 {
SH300-RH4-08005-H 8 20 0.5 100 8 2 O
SH300-RH4-08010-H 8 20 1 100 8 2 (]
SH300-RH4-10005-H 10 25 0.5 100 10 2 ([
SH300-RH4-10010-H 10 25 1 100 10 2 O
SH300-RH4-10020-H 10 25 2 100 10 2 (]
SH300-RH4-12005-H 12 30 0.5 100 12 2 O
SH300-RH4-12010-H 12 30 1 100 12 2 (]
SH300-RH4-12020-H 12 30 2 100 12 2 o
SH300-RH4-12020E-H 12 30 2 120 12 2 o
SH300-RH4-16010-H 16 40 1 150 16 2 o
SH300-RH4-16020-H 16 40 2 150 16 2 O
SH300-RH4-20010-H 20 45 1 150 20 2 O
SH300-RH4-20020-H 20 45 2 150 20 2 O
SH300-RH4-20030-H 20 45 2 150 20 2 O

@Stock OAvailable upon Order D Tol
D<38 o
10<p<12 Qo5
D>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-RN4-H

4 Flute with Reduced Neck, Cornor Raidus

ol — %ﬁﬁ et — e

d2

‘ Ll}-L“
5 <
e E =R L
S %’ See page 149 or guidelines to icons
2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-31001-H 1 2 0.1 4 0.95 50 3 1 O
SH300-RN4-01001-H 1 2 0.1 4 0.95 50 4 1 ([ J
SH300-RN4-61001-H 1 2 0.1 4 0.95 50 6 1 O
SH300-RN4-31001E-H 1 2 0.1 4 0.95 60 3 1 O
SH300-RN4-01001E-H 1 2 0.1 4 0.95 60 4 1 o
SH300-RN4-61001E-H 1 2 0.1 4 0.95 60 6 1 O
SH300-RN4-01001M-H 1 2 0.1 6 0.95 50 4 1 o
SH300-RN4-61001M-H 1 2 0.1 6 0.95 60 6 1 o
SH300-RN4-01001N-H 1 2 0.1 6 0.95 60 4 1 o
SH300-RN4-31002-H 1 2 0.2 4 0.95 50 8 1 O
SH300-RN4-01002-H 1 2 0.2 4 0.95 50 4 1 O
SH300-RN4-61002-H 1 2 0.2 4 0.95 50 6 1 O
SH300-RN4-31002E-H 1 2 0.2 4 0.95 60 3 1 O
SH300-RN4-01002E-H 1 2 0.2 4 0.95 60 4 1 O
SH300-RN4-61002E-H 1 2 0.2 4 0.95 60 6 1 O
SH300-RN4-31501-H 15 3 0.1 6 1.45 50 3 1 O
SH300-RN4-01501-H 15 3 0.1 6 1.45 50 4 1 O
@Stock OAvailable upon Order Tol
D<8 o1
w<o<2 o5
D>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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MILLING TOOLS | Solid Carbide Endmills

SH300-RN4-H

4 Flute with Reduced Neck, Cornor Raidus

— ﬁﬁﬁ e B hnane

d2

d
|

‘ L1FL’
5 5
e —f s - =Rl UL
S %’ See page 149 or guidelines to icons
- ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-61501-H 1.5 3 0.1 6 1.45 50 6 1 O
SH300-RN4-31501E-H 15 3 0.1 6 1.45 60 3 1 O
SH300-RN4-01501E-H 1.5 3 0.1 6 1.45 60 4 1 O
SH300-RN4-61501E-H 1.5 3 0.1 6 1.45 60 6 1 O
SH300-RN4-31502-H 1.5 3 0.2 6 1.45 50 3 1 O
SH300-RN4-01502-H 1.5 3 0.2 6 1.45 50 4 1 @)
SH300-RN4-61502-H 1.5 3 0.2 6 1.45 50 6 1 O
SH300-RN4-31502E-H 1.5 3 0.2 6 1.45 60 3 1 O
SH300-RN4-01502E-H 1.5 3 0.2 6 1.45 60 4 1 O
SH300-RN4-61502E-H 15 8 0.2 6 1.45 60 6 1 O
SH300-RN4-32001-H 2 4 0.1 8 195 50 3 1 O
SH300-RN4-02001-H 2 4 0.1 8 1.95 50 4 1 O
SH300-RN4-62001-H 2 4 0.1 8 1.95 50 6 1 O
SH300-RN4-32001E-H 2 4 0.1 8 1.95 60 3 1 O
SH300-RN4-02001J-H 2 4 0.1 6 1.95 60 4 1 [ J
SH300-RN4-02001E-H 2 4 0.1 8 1.95 60 4 1 ([ J
SH300-RN4-62001E-H 2 4 0.1 8 1.95 60 6 1 O
@Stock OAvailable upon Order D Tol
D<8 B
os<o<2 Jo5
D>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca'ﬁﬁ)@gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-RN4-H

4 Flute with Reduced Neck, Cornor Raidus

H - %ﬁﬁ et — e

d2

‘ Ll}-L“
5 <
e =R L
S %’ See page 149 or guidelines to icons
2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-32002-H 2 4 0.2 8 1.95 50 3 1 O
SH300-RN4-02002-H 2 4 0.2 8 1.95 50 4 1 (]
SH300-RN4-62002-H 2 4 0.2 8 1.95 50 6 1 (]
SH300-RN4-32002E-H 2 4 0.2 8 1.95 60 3 1 O
SH300-RN4-02002E-H 2 4 0.2 8 1.95 60 4 1 O
SH300-RN4-62002E-H 2 4 0.2 8 1.95 60 6 1 O
SH300-RN4-33002-H 3 6 0.2 12 2.9 50 3 2 [
SH300-RN4-03002-H 3 6 0.2 12 2.9 50 4 1 O
SH300-RN4-63002-H 3 6 0.2 12 29 50 6 1 O
SH300-RN4-33002E-H 3 6 0.2 12 2.9 60 3 2 O
SH300-RN4-03002E-H 3 6 0.2 12 2.9 60 4 1 [
SH300-RN4-63002J-H 3 6 0.2 12 2.9 60 6 1 [ ]
SH300-RN4-63002E-H 3 6 0.2 12 2.9 60 6 1 [ J
SH300-RN4-63002L-H 3 6 0.2 15 2.9 60 6 1 ([ J
SH300-RN4-33005-H 3 6 0.5 12 2.9 50 3 2 O
SH300-RN4-03005-H 3 6 0.5 12 2.9 50 4 1 O
SH300-RN4-63005-H 3 6 0.5 12 2.9 50 6 1 O
@Stock OAvailable upon Order D Tol
D<8 B
os<o<2 Jo5
D>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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MILLING TOOLS | Solid Carbide Endmills

SH300-RN4-H

4 Flute with Reduced Neck, Cornor Raidus

— ﬁﬁﬁ e —a T

d2

d
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‘ L1FL’
5 5
e —f s - =Rl UL
S %’ See page 149 or guidelines to icons
- ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-33005E-H 3 6 0.5 12 2.9 60 3 2 O
SH300-RN4-03005E-H 3 6 0.5 12 2.9 60 4 1 O
SH300-RN4-63005E-H 3 6 0.5 12 2.9 60 6 1 O
SH300-RN4-04002-H 4 8 0.2 16 3.9 50 4 2 O
SH300-RN4-64002-H 4 8 0.2 16 39 50 6 1 O
SH300-RN4-04002E-H 4 8 0.2 16 39 60 4 2 O
SH300-RN4-64002E-H 4 8 0.2 16 3.9 60 6 1 O
SH300-RN4-04005-H 4 8 0.5 16 39 50 4 2 O
SH300-RN4-64005-H 4 8 0.5 16 39 50 6 1 o
SH300-RN4-04005E-H 4 8 0.5 16 BiY 60 4 2 O
SH300-RN4-64005E-H 4 8 0.5 16 39 60 6 1 O
SH300-RN4-64005L-H 4 8 0.5 20 3.9 60 6 1 o
SH300-RN4-05002-H 5 10 0.2 20 4.9 50 6 1 O
SH300-RN4-05002F-H 5 10 0.2 20 4.9 75 6 1 O
SH300-RN4-05005-H 5 10 0.5 20 4.9 50 6 1 O
SH300-RN4-05005F-H 5 10 0.5 20 4.9 75 6 1 O
SH300-RN4-06005J-H 6 12 0.5 24 59 60 6 2 O
@Stock OAvailable upon Order D Tol
D<8 B
os<o<2 Jo5
D>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca'ﬁﬁ)@gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-RN4-H

4 Flute with Reduced Neck, Cornor Raidus

i - %ﬁﬁ el —

d2

‘ LlFL’
5 <
e =R UL
S %’ See page 149 or guidelines to icons
2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-06005-H 6 12 0.5 24 59 50 6 2 O
SH300-RN4-06005E-H 6 12 0.5 24 59 60 6 2 O
SH300-RN4-06005F-H 6 12 0.5 24 5.9 75 6 2 (]
SH300-RN4-06010-H 6 12 1 24 59 50 6 2 O
SH300-RN4-06010E-H 6 12 1 24 59 60 6 2 O
SH300-RN4-06010F-H 6 12 1 24 59 75 6 2 O
SH300-RN4-08005-H 8 16 0.5 32 7.9 60 8 2 O
SH300-RN4-08005E-H 8 16 0.5 32 7.9 75 8 2 O
SH300-RN4-08010-H 8 16 1 32 7.9 60 8 2 O
SH300-RN4-08010E-H 8 16 1 32 7.9 75 8 2 [ ]
SH300-RN4-10005J-H 10 20 0.5 30 9.9 100 10 2 [
SH300-RN4-10005-H 10 20 0.5 40 9.9 75 10 2 O
SH300-RN4-10005F-H 10 20 0.5 40 9.9 100 10 2 [ J
@Stock OAvailable upon Order D Tol
D<8 RO
w<p<2 85
b>12 0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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MILLING TOOLS | Solid Carbide Endmills

SH300-RN4-H

4 Flute with Reduced Neck, Cornor Raidus

— ﬁﬁ?ﬂ: Fiel —_— W

d2

d
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7U H liz2 l Helix
S }—LIL“ See page 149 or guidelines to icons
- ) Continuation

Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-10010-H 10 20 1 40 9.9 75 10 2 O
SH300-RN4-10010F-H 10 20 1 40 9.9 100 10 2 o
SH300-RN4-10020-H 10 20 2 40 9.9 75 10 2 O
SH300-RN4-10020F-H 10 20 2 40 9.9 100 10 2 O
SH300-RN4-12005-H 12 24 0.5 48 11.9 75 12 2 O
SH300-RN4-12005F-H 12 24 0.5 48 11.9 100 12 2 O
SH300-RN4-12010-H 12 24 1 48 11.9 75 12 2 O
SH300-RN4-12010F-H 12 24 1 48 11.9 100 12 2 o
SH300-RN4-12020-H 12 24 2 48 119 75 12 2 O
SH300-RN4-12020F-H 12 24 2 48 11.9 100 12 2 O
@Stock OAvailable upon Order D Tol
b<8 S0

0<p<12 855
b>12 B0

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;:)“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P492
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Solid Carbide Endmills | MILLING TOOLS

SH300-R6-H

6 Flute, Cornor Raidus

S 4 Wi Figl ;

L Ry L

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
SH300-R6-06005-H 6 15 0.5 50 6 1 @
SH300-R6-06010-H 6 15 1 50 6 1 [ J
SH300-R6-08005-H 8 20 0.5 60 8 1 O
SH300-R6-08010-H 8 20 1 60 8 1 [ ]
SH300-R6-08005E-H 8 20 0.5 75 8 1 @
SH300-R6-08010E-H 8 20 1 75 8 1 O
SH300-R6-10005-H 10 25 0.5 75 10 1 O
SH300-R6-10010-H 10 25 1 75 10 1 [ )
SH300-R6-10020-H 10 25 2 75 10 1 O
SH300-R6-12005-H 12 30 0.5 75 12 1 O
SH300-R6-12010-H 12 30 1 75 12 1 O
SH300-R6-12020-H 12 30 2 75 12 1 O

@Stock OAvailable upon Order D Tol
b<12 815
p>12 8020
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty sg) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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MILLING TOOLS | Solid Carbide Endmills

SH300-R6-H

6 Flute, Cornor Raidus
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| T — & e — Y
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See page 149 or guidelines to icons

N

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R6-14005-H 14 35 0.5 100 14 1 O
SH300-R6-14010-H 14 35 1 100 14 1 O
SH300-R6-14020-H 14 35 2 100 14 1 O
SH300-R6-16010-H 16 40 1 100 16 1 O
SH300-R6-16020-H 16 40 2 100 16 1 O
SH300-R6-16030-H 16 40 3 100 16 1 O
SH300-R6-20010-H 20 45 1 100 20 1 O
SH300-R6-20020-H 20 45 2 100 20 1 O
SH300-R6-20030-H 20 45 3 100 20 1 O

@Stock OAvailable upon Order D Tol
bs12 Bois
b>12 B0z

unit (mm)

Workpiece Material

1234 5 6 1 2 34
Cal;:)“o(;;gﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P493

390 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SH300-RH6-H

6 Flute with Long Shank, Cornor Raidus

“Fi — X i el %
| =S

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
SH300-RH6-06005-H 6 15 0.5 60 6 1 O
SH300-RH6-06010-H 6 15 1 60 6 1 O
SH300-RH6-06005E-H 6 15 0.5 75 6 1 O
SH300-RH6-06010E-H 6 15 1 75 6 1 O
SH300-RH6-08005-H 8 20 0.5 75 8 1 O
SH300-RH6-08010-H 8 20 1 75 8 1 O
SH300-RH6-10005-H 10 25 0.5 100 10 1 O
SH300-RH6-10010-H 10 25 1 100 10 1 O
SH300-RH6-10020-H 10 25 2 100 10 1 O
SH300-RH6-12005-H 12 30 0.5 100 12 1 O
SH300-RH6-12010-H 12 30 1 100 12 1 [ )

@Stock OAvailable upon Order D Tol
bs12 Bo1s
b>12 8020
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty sg) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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Solid Carbide Endmills

SH300-RH6-H

6 Flute with Long Shank, Cornor Raidus

e

S

<
- &\\ ;]7 Figl
= sl L]
+ =1 UL
5 Helix
See page 149 or guidelines to icons
) Continuation
Ordering Code D Lc r L d Figure No. Stock
SH300-RH6-12020-H 12 30 2 100 12 1 O
SH300-RH6-14005-H 14 35 0.5 120 14 1 O
SH300-RH6-14010-H 14 35 1 120 14 1 O
SH300-RH6-14020-H 14 35 2 120 14 1 O
SH300-RH6-16010-H 16 40 1 120 16 1 O
SH300-RH6-16020-H 16 40 2 120 16 1 O
SH300-RH6-16030-H 16 40 3 120 16 1 O
SH300-RH6-20002-H 20 45 0.2 120 20 1 @)
SH300-RH6-20010-H 20 45 1 120 20 1 O
SH300-RH6-20020-H 20 45 2 120 20 1 @)
SH300-RH6-20030-H 20 45 3 120 20 1 O
@Stock OAvailable upon Order D Tol
b<12 Bo1s
D>12 B.o20
unit (mm)
Workpiece Material
1234 5 6 1 2 34

Carbon Steel,

AlloySteel
(<35HRC)

Alloy Steel,ToolSteel

(48HRC)

PH,Ferrite,Martensite
Steel( < 35HRC)

Hardened Steel
(45-55HRC)

Hardened Steel
(55-60HRC)

Hardened Steel( >
60HRC)

(@)

@)

©

©

© Most Suitable () Suitable

Recommended Cutting Data 3 P493

392 _
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Solid Carbide Endmills | MILLING TOOLS

SH300-B2-H

2 Flute, Ballnose

S —— —e

Fig2 SN TIAICISIN m '
i m Ballnose
L LL, See page 149 or guidelines to icons

!

Ordering Code D R Lc L Figure No. Stock

d
SH300-B2-30601-H 0.6 0.3 0.9 50 3 1 O
SH300-B2-00601-H 0.6 0.3 0.9 50 4 1 [ J
SH300-B2-60601-H 0.6 0.3 0.9 50 6 1 O
SH300-B2-31002-H 1 0.5 15 50 3 1 O
SH300-B2-01002-H 1 0.5 1.5 50 4 1 [ J
SH300-B2-61002-H 1 0.5 1.5 50 6 1 O
SH300-B2-31502-H 15 0.75 23 50 3 1 [ ]
SH300-B2-01502-H 15 0.75 23 50 4 1 [ J
SH300-B2-61502-H 15 0.75 23 50 6 1 O
SH300-B2-32003-H 2 1 3 50 3 1 [ J
SH300-B2-02003-H 2 1 3 50 4 1 O
SH300-B2-62003-H 2 1 3 50 6 1 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
Ca;blfor;gi;l’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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MILLING TOOLS | Solid Carbide Endmills

SH300-B2-H

2 Flute, Ballnose

== = ——=o

s @ TIAICISN m
L LLV See page 149 or guidelines to icons

) Continuation

]
|
&

Ordering Code D R Lc L d Figure No. Stock
SH300-B2-33005-H 3 1.5 4.5 50 3 2 [ J
SH300-B2-03005-H 3 15 4.5 50 4 1 [ J
SH300-B2-63005-H 3 1.5 4.5 50 6 1 O
SH300-B2-04006-H 4 2 6 50 4 2 [ J
SH300-B2-64006-H 4 2 6 50 6 1 O
SH300-B2-05008-H 5 2.5 7.5 50 6 1 O
SH300-B2-06006A-H 6 3 6 50 6 2 O
SH300-B2-06009-H 6 3 9 50 6 2 [ J
SH300-B2-08008A-H 8 4 8 60 8 2 O
SH300-B2-08012-H 8 4 12 60 8 2 [ J
SH300-B2-08012E-H 8 4 12 75 8 2 [ J
SH300-B2-10015-H 10 5 15 75 10 2 [ J
SH300-B2-12018-H 12 6 18 75 12 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
Ca'ﬁﬁ;gﬁgl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

O O O ©)
© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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Solid Carbide Endmills | MILLING TOOLS

SH300-BH2-H

2 Flute with Long Shank, Ballnose

Q.

S E—— = = S
%,

———— =@l U

See page 149 or guidelines to icons

L
Ordering Code D R Lc L d Figure No. Stock
SH300-BH2-30601-H 0.6 0.3 0.9 60 3 1 @)
SH300-BH2-00601-H 0.6 0.3 0.9 60 4 1 O
SH300-BH2-60601-H 0.6 0.3 0.9 60 6 1 O
SH300-BH2-31002-H 1 0.5 15 60 3 1 O
SH300-BH2-01002-H 1 0.5 15 60 4 1 @)
SH300-BH2-61002-H 1 0.5 15 60 6 1 @)
SH300-BH2-31502-H 1.5 0.75 2.3 60 3 1 ]
SH300-BH2-01502-H 1.5 0.75 2.3 60 4 1 @)
SH300-BH2-61502-H 1.5 0.75 2.3 60 6 1 O
SH300-BH2-32003-H 2 1 3 60 3 1 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
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty ;E) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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MILLING TOOLS | Solid Carbide Endmills

SH300-BH2-H

2 Flute with Long Shank, Ballnose

Q.
s — =¥ w = ==
N

$
. H — @ Fig2 SN TIAICISIN m
hS m Ballnose
LLV See page 149 or guidelines to icons

B ) Continuation
Ordering Code D R Lc L d Figure No. Stock
SH300-BH2-02003-H 2 1 3 60 4 1 O
SH300-BH2-62003-H 2 1 3 60 6 1 O
SH300-BH2-04006-H 4 2 6 60 4 2 O
SH300-BH2-64006-H 4 2 6 60 6 1 O
SH300-BH2-05008-H 5 2.5 7.5 60 6 1 O
SH300-BH2-06009-H 6 3 9 60 6 2 [ J
SH300-BH2-06009E-H 6 3 9 75 6 2 [ J
SH300-BH2-06012F-H 6 3 12 100 6 2 O
SH300-BH2-08012-H 8 4 12 100 8 2 [ J
SH300-BH2-10015-H 10 5 15 100 10 2 [ J
SH300-BH2-10015F-H 10 5 15 150 10 2 ]
SH300-BH2-12018-H 12 6 18 100 12 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
Ca'ﬁ&?gﬁggl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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Solid Carbide Endmills | MILLING TOOLS

SH300-BN2-H

2 Flute, Ballnose

S <
- e G -' ==
LU == -
.
==y - <ol Uu

See page 149 or guidelines to icons

a2
c
5

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-30602-H 0.6 0.3 0.9 0.55 1.5 50 3 1 O
SH300-BN2-00602-H 0.6 0.3 0.9 0.55 15 50 4 1 O
SH300-BN2-60602-H 0.6 0.3 0.9 0.55 15 50 6 1 O
SH300-BN2-31003-H 1 0.5 1.5 0.95 2.5 50 3 1 [ J
SH300-BN2-01003-H 1 0.5 1.5 0.95 25 50 4 1 o
SH300-BN2-61003-H 1 0.5 15 0.95 25 50 6 1 O
SH300-BN2-01006-H 1 0.5 1.5 0.95 6 50 4 1 ([
SH300-BN2-31504-H 1.5 0.75 2.3 1.45 3.75 50 3 1 ([
SH300-BN2-01504-H 1.5 0.75 2.3 1.45 3.75 50 4 1 o
SH300-BN2-61504-H 1.5 0.75 2.3 1.45 3.75 50 6 1 O
SH300-BN2-01506-H 1.5 0.75 2.3 1.45 6 50 4 1 o
SH300-BN2-61506-H 15 0.75 2.3 1.45 6 50 6 1 ([

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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MILLING TOOLS | Solid Carbide Endmills

SH300-BN2-H

2 Flute with Reduced Neck, Ballnose

IS}
<

.| E—— = - ===

%
h5 Helix Ballnose

L1 ‘ - ] See page 149 or guidelines to icons

d2

) Continuation

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-32005-H 2 1 3 1.95 5 50 3 1 ([ J
SH300-BN2-02005-H 2 1 3 1.95 5 50 4 1 [ J
SH300-BN2-62005-H 2 1 3 1.95 5 50 6 1 O
SH300-BN2-32005E-H 2 1 3 1.95 5 60 3 1 O
SH300-BN2-02005E-H 2 1 3 1.95 5 60 4 1 O
SH300-BN2-62005E-H 2 1 3 1.95 5 60 6 1 O
SH300-BN2-02006E-H 2 1 3 1.95 6 60 4 1 ([
SH300-BN2-02008-H 2 1 3 1.95 8 50 4 1 [ J
SH300-BN2-02008M-H 2 1 2 1.95 8 50 4 1 O
SH300-BN2-02010E-H 2 1 3 1.95 10 60 4 1 [ J
SH300-BN2-33008-H 3 15 4.5 29 7.5 50 3 2 ([
SH300-BN2-03006-H 3 15 4.5 2.9 6 50 4 1 O
SH300-BN2-03008-H 3 15 4.5 2.9 7.5 50 4 1 O
SH300-BN2-03015E-H 3 15 45 2.9 15 60 4 1 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
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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Solid Carbide Endmills | MILLING TOOLS

SH300-BN2-H

2 Flute with Reduced Neck, Ballnose

o
<

—- = - ===

%
hs Helix Ballnose

See page 149 or guidelines to icons

a2
c
5

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-63008-H 3 1.5 4.5 2.9 7.5 50 6 1 O
SH300-BN2-63012-H 3 15 4.5 2.9 12 50 6 1 O
SH300-BN2-33008E-H 3 15 4.5 2.9 7.5 60 3 2 O
SH300-BN2-03008E-H 3 1.5 4.5 2.9 7.5 60 4 1 O
SH300-BN2-63008E-H 3 1.5 4.5 2.9 7.5 60 6 1 O
SH300-BN2-63009E-H 3 1.5 4.5 2.9 9 60 6 1 O
SH300-BN2-63012E-H 3 1.5 4.5 2.9 12 60 6 1 o
SH300-BN2-63015E-H 3 15 45 2.9 15 60 6 1 O
SH300-BN2-04010-H 4 2 6 39 10 50 4 2 o
SH300-BN2-04010E-H 4 2 6 3.9 10 60 4 2 O
SH300-BN2-64010-H 4 2 6 3.9 10 50 6 1 o
SH300-BN2-64010E-H 4 2 6 38 10 60 6 1 O
SH300-BN2-64012E-H 4 2 6 3.9 12 60 6 1 {
SH300-BN2-64016E-H 4 2 6 3.9 16 60 6 1 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
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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MILLING TOOLS | Solid Carbide Endmills

SH300-BN2-H

2 Flute with Reduced Neck, Ballnose

IS}
<

.| E—— = - ===

%
h5 Helix Ballnose

L1 ‘ - ] See page 149 or guidelines to icons

d2

) Continuation

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-04020F-H 4 2 6 39 20 75 4 2 ([
SH300-BN2-05013-H 5 2.5 75 4.9 125 50 6 1 [
SH300-BN2-06015-H 6 3 9 59 15 50 6 2 [
SH300-BN2-06015E-H 6 3 9 59 15 60 6 2 O
SH300-BN2-06015F-H 6 3 9 59 15 75 6 2 O
SH300-BN2-06030G-H 6 3 9 5.9 30 100 6 2 ([
SH300-BN2-08020-H 8 4 12 79 20 60 8 2 o
SH300-BN2-08020E-H 8 4 12 79 20 75 8 2 O
SH300-BN2-08020G-H 8 4 12 79 20 100 8 2 O
SH300-BN2-08040G-H 8 4 12 7.9 40 100 8 2 o
SH300-BN2-10025-H 10 5 15 9.9 25 75 10 2 O
SH300-BN2-10025F-H 10 5 15 9.9 25 100 10 2 O
SH300-BN2-12030-H 12 6 18 11.9 30 75 12 2 O
SH300-BN2-12030F-H 12 6 18 11.9 30 100 12 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
Caf[[%léﬁggll’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (©) (©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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Solid Carbide Endmills | MILLING TOOLS

SH300-B4-H

4 Flute, Ballnose

ﬁ];u - = - Figl ﬂ
e -~ =Pl U

% See page 149 or guidelines to icons

L
Ordering Code D R Lc L d Figure No. Stock
SH300-B4-02003-H 2 1 3 50 4 1 @)
SH300-B4-62003-H 2 1 3 50 6 1 O
SH300-B4-03005-H 3 15 4.5 50 4 1 O
SH300-B4-63005-H 4 2 4.5 50 6 1 O
SH300-B4-64006-H 4 2 6 50 6 1 O
SH300-B4-05008-H 5 2.5 7.5 50 6 1 ®
SH300-B4-06009-H 6 3 9 50 6 2 @
SH300-B4-08012-H 8 4 12 60 8 2 @
SH300-B4-10015-H 10 5 15 75 10 2 @
SH300-B4-12018-H 12 6 18 75 12 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
Ca;bl?n g:eell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( sty s(e:) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O ©) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P493
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MILLING TOOLS | Solid Carbide Endmills

SH300-BH4-H

4 Flute with Long Shank, Ballnose

"Tﬂ — Bg/ Figl H
U Lc

] —

X,

e - Y

&

L Le See page 149 or guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
SH300-BH4-02003-H 2 1 3 60 4 1 O
SH300-BH4-62003-H 2 1 3 60 6 1 O
SH300-BH4-03005-H 3 1.5 4.5 60 4 1 O
SH300-BH4-63005-H 3 1.5 4.5 60 6 1 O
SH300-BH4-64006-H 4 2 6 60 6 1 O
SH300-BH4-05008-H 5 2.5 7.5 60 6 1 O
SH300-BH4-06009-H 6 3 9 75 6 2 o
SH300-BH4-08012-H 8 4 12 75 8 2 O
SH300-BH4-10015-H 10 5 15 100 10 2 o
SH300-BH4-12018-H 12 6 18 100 12 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
Cal;:)“c;n Sﬁsgll, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >

(<3>5/HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

O O O ©)
© Most Suitable () Suitable

Recommended Cutting Data 3 P494
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Solid Carbide Endmills | MILLING TOOLS

SH300-BN4-H

4 Flute with Reduced Neck, Ballnose
S

S — ——

<

e =8--IV

! ? Li See page 149 or guidelines to icons

Ordering Code D R Lc d2 L1 L d Figure No.  Stock
SH300-BN4-02006-H 2 1 3 1.9 6 50 4 1 o
SH300-BN4-62006-H 2 1 3 1.9 6 50 6 1 O
SH300-BN4-02508-H 25 1.25 4 2.38 7.5 50 4 1 O
SH300-BN4-62508-H 2.5 1.25 4 2.38 7.5 50 6 1 O
SH300-BN4-03009-H 3 1.5 4.5 2.9 9 60 4 1 o
SH300-BN4-63009-H 3 15 4.5 2.9 9 60 6 1 O
SH300-BN4-04012-H 4 2 6 3.9 12 75 4 2 o
SH300-BN4-64012-H 4 2 6 3.9 12 75 6 1 O
SH300-BN4-05015-H 5 2.5 7.5 4.7 15 75 6 1 O
SH300-BN4-06018-H 6 3 9 5.7 18 75 6 2 o
SH300-BN4-08024-H 8 4 12 76 24 100 8 2 ([ J
SH300-BN4-10030-H 10 5 15 9.5 30 100 10 2 O
SH300-BN4-12036-H 12 6 18 115 36 120 12 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
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P494
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MILLING TOOLS | Solid Carbide Endmills

FH200-R4-H

4 Flute, Cornor Raidus

d2

-
MM'
U%:

I L . o
L
T r==i ~ =

‘ = Pi; See page 149 or guidelines to icons
L et B P
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 15 15 0.5 1.45 3 50 4 1 O
FH200-R4-02005-H 2 2 0.5 19 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 ([ J
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 O
FH200-R4-06003-H 6 6 03 5.7 12 60 6 2 O
FH200-R4-06005-H 6 6 0.5 5.7 12 60 6 2 ([ J
FH200-R4-06010-H 6 6 1 5.7 12 60 6 2 O
FH200-R4-06015-H 6 6 15 5.7 12 60 6 2 O
@Stock OAvailable upon Order Tol
bs5 S0
D=5 So1s
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Ca'ﬁﬁ;gﬁgl{’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P495
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Solid Carbide Endmills | MILLING TOOLS

FH200-R4-H

4 Flute, Cornor Raidus

Figl ﬂ

i

i ——

T == ~ =91 UL
T ‘ g \ Le See page 149 or guidelines to icons
| L ) 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 O
FH200-R4-08005-H 8 8 0.5 7.6 16 60 8 2 O
FH200-R4-08010-H 8 8 1 7.6 16 60 8 2 (]
FH200-R4-08020-H 8 8 2 7.6 16 60 8 2 O
FH200-R4-10005-H 10 10 0.5 9.5 20 75 10 2 O
FH200-R4-10010-H 10 10 1 9.5 20 75 10 2 o
FH200-R4-10020-H 10 10 2 9.5 20 75 10 2 O
FH200-R4-12005-H 12 12 0.5 115 24 75 12 2 O
FH200-R4-12010-H 12 12 1 115 24 75 12 2 O
FH200-R4-12020-H 12 12 2 115 24 75 12 2 O
FH200-R4-12030-H 12 12 3 115 24 5 12 2 O
@Stock OAvailable upon Order Tl
<5 B0
D=5 Bois
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Caﬁ?&;gﬁgg:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
© © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P495
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MILLING TOOLS | Solid Carbide Endmills

FH200-RN4-H

4 Flute with Reduced Neck,Cornor Raidus

]
|

d
:
|

SHANK T s>’

See page 149 or guidelines to icons

=

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-RN4-08005-H 8 8 0.5 7.6 24 75 8 2 O
FH200-RN4-08005E-H 8 8 0.5 7.6 24 100 8 2 O
FH200-RN4-08010-H 8 8 1 7.6 24 75 8 2 O
FH200-RN4-08010E-H 8 8 1 7.6 24 100 8 2 O
FH200-RN4-08020-H 8 8 2 7.6 24 75 8 2 O
FH200-RN4-08020E-H 8 8 2 7.6 24 100 8 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

@Stock OAvailable upon Order D Tol
D<5 $o1
D>5 $o1s
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Cal;f“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P495
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Solid Carbide Endmills | MILLING TOOLS

FH200-RN4-H

4 Flute with Reduced Neck,Cornor Raidus

d2

-
|
T

c

%,

éﬁiﬁr Figl

]

S
|
|

Ordering Code D
FH200-RN4-12005-H 12
FH200-RN4-12010-H 12
FH200-RN4-12010E-H 12
FH200-RN4-12020-H 12
FH200-RN4-12020E-H 12
FH200-RN4-12030-H 12
FH200-RN4-12030E-H 12

@Stock OAvailable upon Order

1234 5

Carbon Steel,
AlloySteel
(<35HRC)

Alloy Steel,ToolSteel
(48HRC)

©

© Most Suitable () Suitable

Recommended Cutting Data 3 P495

S
j Fig2

Lc r d2 L1
12 0.5 11.5 36
12 1 115 36
12 1 115 36
12 2 11.5 36
12 2 115 36
12 3 115 36
12 3 115 36

Workpiece Material

6 1
PH,Ferrite,Martensite Hardened Steel
Steel( < 35HRC) (45-55HRC)

©)

<=l UL

L d
100 12
100 12
120 12
100 12
120 12
100 12
120 12

2

Hardened Steel
(55-60HRC)

©}

See page 149 or guidelines to icons

) Continuation

Figure No.  Stock

2 O

2 O

2 O

2 O

2 O

2 O

2 O

Tol

b<5 B0
D>5 Bo1s

unit (mm)

34

Hardened Steel( >
60HRC)

©}
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MILLING TOOLS | Solid Carbide Endmills

FH200-R6-H

6 Flute, Cornor Raidus

—oi — T Figl ﬁ

d2
%\r

Lc

L1

L Ry e S L

See page 149 or guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-R6-06004-H 5 0.375 55 18 60 6 1 [ )
FH200-R6-08005-H 8 7 0.5 7.5 24 75 8 1 [ )
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 1 155 48 110 16 1 O
FH200-R6-20013-H 20 18 1.25 19.5 60 125 20 1 O

@Stock OAvailable upon Order D Tol
=N
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Cal;:)“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P495
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Solid Carbide Endmills | MILLING TOOLS

FH200-RH6-H

6 Flute with Long Shank, Cornor Raidus
= N

o - o rw T ]

Le

L1

L =

See page 149 or guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-RH6-06004-H 6 5 0.375 5.5 18 100 6 1 O
FH200-RH6-08005-H 8 7 0.5 7.5 24 100 8 1 O
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 @)
FH200-RH6-16010-H 16 14 1 155 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
p<2 | 4%
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Ca;blfon g::ell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(< 3}£;H R(e:) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
©) ©) ©) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P495
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MILLING TOOLS | Solid Carbide Endmills

FH200-RN6-H

6 Flute with Reduced Neck, Cornor Raidus

3 5

u' — a Figl —d

Lc

L1

L =T

See page 149 or guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-RN6-06004-H 6 5 0.375 55 24 100 6 1 O
FH200-RN6-08005-H 8 T 0.5 7.5 32 100 8 1 O
FH200-RN6-10006-H 10 8 0.625 9.5 40 120 10 1 O
FH200-RN6-12008-H 12 10 0.75 11.5 48 120 12 1 O
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 b Tol
o< 404
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Cal;:)“on gﬁeell, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <§§H§§) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) © © ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P495
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MILLING TOOLS | Solid Carbide Endmills

SPM200-SN2

2 Flute with Extended Neck,Square

Neck R
N
o/ O
I —
o f-—-——-— - ——— = —+r— -+t —F—]-\ =
L1 Lc
L .
5 Helix &
See page 149 for guidelines to icons
Under The effective under-neck length
q Mill Flute  Neck Overall Shank Interference  for the various draft angles
Ordering Code } Neck - - Neck Stock
Dia. Length Dia. Length Dia. Angle
Length
05° | 1° | 15° | 2° 3°
SPM200-SN2-0.1-0.3-V 0.3 14.39 031 033 035 037 040 [ J
SPM200-SN2-0.1-0.5-V 0.1 0.5 0.15  0.08 50 4 1 14.03 052 055 058 0.60 0.65 [ J
SPM200-SN2-0.1-1-V 1 13.22 1.05 109 113 118 127 [ J
SPM200-SN2-0.2-0.5-V 0.5 14.03 052 054 057 059 0.64 [ J
SPM200-SN2-0.2-1-V 1 13.20 1.04 108 112 116 126 O
SPM200-SN2-0.2-1.5-V 0.2 1.5 0.3 0.17 50 4 1 12.45 156 162 167 174 188 [ J
SPM200-SN2-0.2-2-V 2 11.79 208 215 223 231 250 [ J
SPM200-SN2-0.2-3-V 3 10.65 311 322 334 346 374 O
SPM200-SN2-0.3-1-V 1 13.06 106 112 118 123 133 [ J
SPM200-SN2-0.3-1.5-V 1.5 12.31 159 167 174 181 195 [}
SPM200-SN2-0.3-2-V 0.3 2 045  0.27 50 4 2 11.65 212 221 229 238 257 [ J
SPM200-SN2-0.3-2.5-V 2.5 11.05 264 275 285 296 320 [}
SPM200-SN2-0.3-3-V 3 10.51 3.16 328 340 353 382 [}
SPM200-SN2-0.4-1-V 1 13.01 1.06 112 118 123 133 [ J
SPM200-SN2-0.4-1.5-V 15 12.25 159 167 174 181 195 [ ]
SPM200-SN2-0.4-2-V 2 11.57 212 221 229 238 257 [ J
SPM200-SN2-0.4-2.5-V 25 10.97 264 275 285 296 320 O
SPM200-SN2-0.4-3-V 3 10.42 316 328 340 353 382 O
SPM200-SN2-0.4-3.5-V 0.4 35 0.6 0.37 50 4 2 9.92 368 382 396 411 444 [ J
SPM200-SN2-0.4-4-V 4 9.47 420 435 451 468 506 [ J
SPM200-SN2-0.4-5-V 5 8.68 524 542 562 583 6.30 O
SPM200-SN2-0.4-6-V 6 8.01 6.27 649 6.73 698 7.55 [ J
SPM200-SN2-0.4-8-V 8 6.94 834 863 894 928 1003 @
SPM200-SN2-0.4-10-V 10 6.12 1041 10.77 11.16 1158 1252 @
@ Stock O Available upon Order D Tol

0
0.1<D<05 407

0
06<D<09  §;

0
1.0<D<6.0 20.015
Cutting Parameters 3 P497
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SPM200-SN2

2 Flute with Extended Neck,Square

Under Neck Length

Ordering Code

SPM200-SN2-0.5-1-V
SPM200-SN2-0.5-1.5-V
SPM200-SN2-0.5-2-V
SPM200-SN2-0.5-2.5-V
SPM200-SN2-0.5-3-V
SPM200-SN2-0.5-4-V
SPM200-SN2-0.5-5-V
SPM200-SN2-0.5-6-V
SPM200-SN2-0.5-8-V
SPM200-SN2-0.5-10-V
SPM200-SN2-0.6-2-V
SPM200-SN2-0.6-3-V
SPM200-SN2-0.6-4-V
SPM200-SN2-0.6-5-V
SPM200-SN2-0.6-6-V
SPM200-SN2-0.6-7-V
SPM200-SN2-0.6-8-V
SPM200-SN2-0.6-9-V
SPM200-SN2-0.6-10-V
SPM200-SN2-0.7-2-V
SPM200-SN2-0.7-4-V
SPM200-SN2-0.7-6-V
SPM200-SN2-0.7-8-V
SPM200-SN2-0.7-10-V

@ Stock O Available upon Order

Cutting Parameters % P497

Mill
Dia.

0.5

0.6

0.7

Under
Neck
Length

©O© oo N o U A~ W N

=
~ NS

10

Flute

Length Dia.

0.9

0.47

0.57

0.67

Length

50

50

50

Neck Overall Shank

Dia.

Nec

k

Solid Carbide Endmills | MILLING TOOLS

]

Interference angle 0

The effective Draft arfgle
under-neck length .

pr——

Jol-F 1L
=

See page 149 for guidelines to icons

) Continue

The effective under-neck length
Interference  for the various draft angles

Angle Stock

0.5° 1° 1.5° 2° 3°
12.96 1.06 112 118 123 133
12.19 159 167 174 181 195
11.50 212 221 229 238 257
10.88 264 275 285 29 320
10.33 316 328 340 353 382
9.37 420 435 451 468 5.06
8.58 524 542 562 583 6.30
791 6.27 649 673 698 755
6.84 834 863 894 928 10.03
6.02 1041 10.77 11.16 11.58 12.52
1121 217 231 244 256 278
10.07 324 342 358 372 402
9.13 430 451 469 487 526
8.36 535 559 580 6.02 6.50
7.70 640 667 691 717 775
7.14 744 774 802 832 899
6.66 849 881 9.12 947 1023
6.23 9.53 988 1023 10.62 11.48
5.86 10.57 10.94 1134 11.77 12.72
11.13 217 231 244 256 278
9.02 430 451 469 487 526
7.59 640 667 691 717 7.5
6.54 849 881 912 947 1023

® O € @€ OO @ O @ & O 06 06 6 O O € O 6 O 0 0 o0 o

5.75 10.57 10.94 1134 1177 12.72

GESAC _ 413
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MILLING TOOLS | Solid Carbide Endmills

SPM200-SN2

2 Flute with Extended Neck,Square

Neck R
N
YR
L —
o q4-—---—-- " —————- —r—-F 1N a
L1 Lc
L . .
5 Helix &
See page 149 for guidelines to icons
) Continue
Under The effective under-neck length
Ordering Code Mill Neck Flute  Neck Overall Shank Neck Interference  for the various draft angles Stock
J Dia. L Length Dia. Length Dia. Angle
ength o © o ® o
0.5 1 1.5 2 3
SPM200-SN2-0.8-4-V 4 50 8.94 427 448 465 483 522 [ J
SPM200-SN2-0.8-6-V 6 50 7.49 6.37 663 687 713 T1.70 [
SPM200-SN2-0.8-8-V 0.8 8 1.2 0.76 50 4 4 6.45 846 877 9.09 943 1019 @
SPM200-SN2-0.8-10-V 10 50 5.65 10.54 1091 1130 11.73 1268 O
SPM200-SN2-0.8-12-V 12 55 5.04 1261 13.05 1352 14.03 1516 @
SPM200-SN2-0.9-6-V 6 50 7.37 6.37 663 687 713 T1.70 [
SPM200-SN2-0.9-8-V 8 50 6.33 846 877 9.09 943 1019 @
0.9 135 0.86 4 4
SPM200-SN2-0.9-10-V 10 50 5.54 10.54 1091 1130 11.73 1268 @
SPM200-SN2-0.9-12-V 12 55 493 1261 13.05 1352 14.03 1516 @
SPM200-SN2-1-2-V 2 50 10.89 215 229 241 252 273 [
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 50 791 532 556 576 598 646 O
SPM200-SN2-1-6-V 6 50 7.25 6.37 663 687 713 7.0 [
SPM200-SN2-1-7-V 7 50 6.69 741 77 798 828 895 [
SPM200-SN2-1-8-V 8 50 6.21 846 877 9.09 943 1019 @
1 15 0.96 4 4
SPM200-SN2-1-9-V 9 50 5.79 950 9.84 1019 1058 1143 O
SPM200-SN2-1-10-V 10 50 5.43 10.54 1091 1130 11.73 1268 @
SPM200-SN2-1-12-V 12 55 4.82 1261 13.05 1352 14.03 1516 @
SPM200-SN2-1-14-V 14 55 4.34 1467 1519 1573 1632 1765 @
SPM200-SN2-1-16-V 16 55 3.94 16.74 1733 1795 1862 2014 @
SPM200-SN2-1-20-V 20 60 3.33 20.88 21.6 2238 2322 2511 O
SPM200-SN2-1-25-V 25 65 2.79 26.05 2695 27.93 2897 - [
SPM200-SN2-1.2-6-V 1.2 6 1.8 1.15 50 4 4 7.01 635 6.6 684 T7.09 T7.67 [
@ Stock O Available upon Order D Tol
0
0.1<D<05  Jgo7
0
06<D<09 g
0
1.0<D<6.0 0.015
Cutting Parameters % P497 (mm)
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SPM200-SN2 )

2 Flute with Extended Neck,Square Interference angle 0

The effective Draft arfgle
under-neck length .

pr——

Under Neck Length " m
| midESEAE

See page 149 for guidelines to icons

) Continue

The effective under-neck length

.1 Under f
Overall
Ordering Code |V|.I|l Neck Flute Ngck vera Shank Neck Interference  for the various draft angles Stock
Dia. Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°

SPM200-SN2-1.2-8-V 8 50 597 843 874 9.05 939 1016 O
SPM200-SN2-1.2-10-V 10 50 5.20 10.51 10.88 1127 1169 1264 @

1.2 1.8 1.15 4 4
SPM200-SN2-1.2-12-V 12 55 4.61 12.58 13.02 1349 1399 1513 [ J
SPM200-SN2-1.2-16-V 16 55 3.75 16,71 17.3 1792 1859 20.10 O
SPM200-SN2-1.4-6-V 6 50 6.74 633 657 681 7.07 7.64 [ J

1.4 2.1 1.34 4 4
SPM200-SN2-1.4-12-V 12 55 4.38 1255 1299 1346 1397 15.10 O
SPM200-SN2-1.5-4-V 4 50 8.08 424 443 459 477 515 [ J
SPM200-SN2-1.5-6-V 6 50 6.60 6.33 657 681 T7.07 T7.64 ([
SPM200-SN2-1.5-8-V 8 50 5.58 841 871 9.03 937 10.13 [
SPM200-SN2-1.5-10-V 10 50 4.83 1048 10.85 11.24 1167 1261 O
SPM200-SN2-1.5-12-V 12 55 4.26 1255 1299 13.46 1397 15.10 [
SPM200-SN2-1.5-14-V 14 55 3.81 14.62 15.13 1568 1626 1758 O
SPM200-SN2-1.5-16-V 15 16 2.25 1.44 55 4 4 3.44 16.69 1727 17.89 1856 20.07 [
SPM200-SN2-1.5-18-V 18 60 3.14 1876 19.41 20.11 20.86 2256 @
SPM200-SN2-1.5-20-V 20 60 2.89 20.82 21.55 2233 23.16 - O
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 3225 3341 34.66 - [
SPM200-SN2-1.5-35-V 35 75 1.80 36.33 37.59 38.95 - - [ J
SPM200-SN2-1.5-40-V 40 80 1.60 41.50 42.94 44.49 - - O
SPM200-SN2-1.6-6-V 6 50 6.45 633 657 681 7.07 7.64 [ J

1.6 2.4 1.54 4 4
SPM200-SN2-1.6-8-V 8 50 543 841 871 9.03 937 1013 [ J
SPM200-SN2-1.8-6-V 6 50 6.14 631 655 679 7.04 761 [ J

1.8 2.7 1.73 4 4
SPM200-SN2-1.8-8-V 8 50 5.14 839 869 9.00 934 10.10 [
SPM200-SN2-2-4-V 2 4 3 1.92 50 4 4 .27 421 439 455 472 511 [ J

@ Stock O Available upon Order D Tol

Cutting Parameters % P497
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MILLING TOOLS | Solid Carbide Endmills

SPM200-SN2

2 Flute with Extended Neck,Square

Neck R
- 2
o f-—-——-— - ——— = —r——-f4+— = —
. L1 Lc h |
= HLu
See page 149 for guidelines to icons
) Continue
~ Under The ef‘fective.under—neck length
Ordering Code E)/Iigl Neck Lzl#tfh '\é)e'Ck (Bvera: SB{ank Neck InteArferlence for the various draft angles Stock
- | Length g ja. Lengt ia. ngle
05° [ 1° | 1.5° | 2° 3°
SPM200-SN2-2-6-V 6 50 5.81 6.30 653 677 7.02 7.59 [ J
SPM200-SN2-2-8-V 8 50 4.83 838 867 899 932 1008 @
SPM200-SN2-2-10-V 10 50 4.14 1045 10.81 11.20 11.62 12.57 [ J
SPM200-SN2-2-12-V 12 55 3.62 1251 1295 1342 1392 1505 @
SPM200-SN2-2-14-V 14 55 321 1458 15.09 1564 1622 1754 @
SPM200-SN2-2-16-V 16 55 2.89 16.65 17.23 17.85 1852 = [ ]
SPM200-SN2-2-18-V 2 18 3 1.92 60 4 4 2.63 18.72 19.37 20.07 20.82 - [ ]
SPM200-SN2-2-20-V 20 60 241 20.78 21.51 22.28 23.12 S O
SPM200-SN2-2-25-V 25 65 1.99 2595 26.86 27.83 - - [
SPM200-SN2-2-30-V 30 70 1.70 3112 322 3337 - - O
SPM200-SN2-2-35-V 35 5 1.48 36.29 37.55 - - - [
SPM200-SN2-2-40-V 40 80 131 41.46 429 - - - [
SPM200-SN2-2-50-V 50 90 1.07 51.79 53.6 - - - @)
SPM200-SN2-2.5-8-V 8 50 3.95 835 864 895 929 1004 @
SPM200-SN2-2.5-12-V 12 55 2.89 1248 1292 1339 13.89 - @)
SPM200-SN2-2.5-16-V 16 55 2.28 16.62 17.2 17.82 1849 - [ J
SPM200-SN2-2.5-20-V 25 20 3.75 2.4 60 4 4 1.88 20.75 21.48 22.25 - - [ J
SPM200-SN2-2.5-30-V 30 70 131 31.09 32.17 - - - [ J
SPM200-SN2-2.5-40-V 40 80 1.01 41.43 42.87 - - - O
SPM200-SN2-2.5-50-V 50 90 0.82 51.76 = = = = ©)
SPM200-SN2-3-8-V 8 55 6.27 833 862 893 926 1002 @
SPM200-SN2-3-12-V 12 60 4.86 1246 129 1336 1386 1499 @
3 4.5 2.88 6 4
SPM200-SN2-3-16-V 16 60 3.97 16.60 17.17 17.79 1846 1996 @
SPM200-SN2-3-20-V 20 65 3.35 20.73 2145 2223 2306 2493 @
@ Stock O Available upon Order D Tol
01<D<05  §pg7
06<D<09  34;
10<0<60 915
Cutting Parameters 3 P497 (mm)
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Solid Carbide Endmills | MILLING TOOLS

SPM200-SN2 )

2 Flute with Extended Neck,Square Interference angle 0

The effective Draft angle
under-neck length .

pr——

Under Neck Length " m
| midESEAE

See page 149 for guidelines to icons

) Continue

The effective under-neck length

.1 Under -
(] Il
Ordering Code Mill Neck Flute = Neck Overall Shank Neck Interference  for the various draft angles Stock
Dia. Length Dia. Length Dia. Angle
Length
05° [ 1° | 15° | 2° 3°
SPM200-SN2-3-25-V 25 70 2.81 2590 26.8 27.77 28.81 - O
SPM200-SN2-3-30-V 30 75 2.41 31.07 3215 3331 34.56 - [
3 4.5 2.88 6 4
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 1334 1384 1497 @
SPM200-SN2-4-16-V 16 60 2.90 16.58 17.16 17.78 18.44 - [
SPM200-SN2-4-20-V 20 70 241 20.71 2143 2221 23.04 - [
SPM200-SN2-4-25-V 25 70 2.00 25.88 26.78 27.75 = S (@)
4 6 3.86 6 4
SPM200-SN2-4-30-V 30 80 1.70 31.05 3213 33.29 - - [ ]
SPM200-SN2-4-35-V 35 80 1.48 36.22 37.48 - - - [ ]
SPM200-SN2-4-40-V 40 90 131 4139 4283 - - - (@)
SPM200-SN2-4-50-V 50 100 1.07 51.72 53.52 - - - (@)
SPM200-SN2-5-20-V 20 70 131 20.71 21.43 - - - [ ]
SPM200-SN2-5-25-V 25 70 1.07 25.87 26.78 - - - [ ]
SPM200-SN2-5-30-V 5 30 75 4.85 80 6 4 0.90 31.04 - - - - O
SPM200-SN2-5-40-V 40 90 0.69 41.38 - - - - [
SPM200-SN2-5-50-V 50 100 0.56 51.72 - - - - O
SPM200-SN2-6-20-V 20 70 - - - - - - [
SPM200-SN2-6-30-V 30 80 - - - - - - O
6 9 5.85 6 -
SPM200-SN2-6-40-V 40 90 - - - - - - [
SPM200-SN2-6-50-V 50 100 - - - - - - O
@ Stock O Available upon Order D ‘ Tol
0.1<D<0.5 ‘ 8007
06<D<O.9‘ So1
10<D<6.0‘ 8,015
(mm)

Cutting Parameters % P497
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MILLING TOOLS | Solid Carbide Endmills

SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

®4 or higher does not have backdraft shape
R:£0. 005mm

Tolerance on Corner radius R

— —_—
B #ﬂ
> L
See page 149 for guidelines to icons
Under The effective_under»neck length
Qb Cod will r Neck L!;lrl:gtfh l\|lge|;k CL);/%:;E Sg?arfk Neck InteAr:]zénce for the various draft angles Stock
Length
0.5° 1° 1.5° 2° 3°
SPM200-RN2-0.2-0.5-0.02-V 0.5 14.07 052 054 056 058 0.63
SPM200-RN2-0.2-1-0.02-V 0.02 1 13.23 1.04 108 112 116 125
SPM200-RN2-0.2-2-0.02-V 2 11.82 208 215 223 231 250
SPM200-RN2-0.2-0.5-0.05-V 0.2 0.5 0.16 | 0.17 | 50 4 1 14.12 052 054 056 058 062
SPM200-RN2-0.2-1-0.05-V 1 13.28 1.04 108 111 115 124
SPM200-RN2-0.2-1.5-0.05-V 005 1.5 12.53 156 161 167 173 187

SPM200-RN2-0.2-2-0.05-V 11.85 208 215 222 230 249

2
SPM200-RN2-0.3-1-0.02-V 1 13.09 106 112 117 123 133
SPM200-RN2-0.3-2-0.02-V 0.02 2 11.67 211 221 229 238 257
SPM200-RN2-0.3-3-0.02-V 3 10.53 316 328 340 353 381
1

SPM200-RN2-0.3-1-0.05-V 13.14 106 112 117 122 132

0.3 024 027 50 4 2
SPM200-RN2-0.3-1.5-0.05-V 15 12.38 159 166 173 180 194
SPM200-RN2-0.3-2-0.05-V 0.05 2 1171 211 221 229 237 256
SPM200-RN2-0.3-2.5-0.05-V 2.5 1111 264 275 284 295 318

SPM200-RN2-0.3-3-0.05-V 3 10.56 316 328 340 352 381
SPM200-RN2-0.4-1-0.02-V 1 13.04 106 112 117 123 133
SPM200-RN2-0.4-2-0.02-V 2 11.60 211 221 229 238 257
SPM200-RN2-0.4-3-0.02-V 3 10.44 316 328 340 353 381
SPM200-RN2-0.4-4-0.02-V 4 9.49 420 435 451 468 506

® € O 6 6 6 O 6 06 O 06 O 06 06 O 0 0 0 0 O 0 O o0 o

SPM200-RN2-0.4-1-0.05-V 0.4 1 032 037 50 4 2 13.09 1.06 112 117 122 132

SPM200-RN2-0.4-1.5-0.05-V 15 12.32 159 166 1.73 1.80 194

SPM200-RN2-0.4-2-0.05-V 005 2 11.64 211 221 229 237 256

SPM200-RN2-0.4-2.5-0.05-V 25 11.03 264 275 284 295 318

SPM200-RN2-0.4-3-0.05-V 3 10.47 316 328 340 352 381

@ Stock O Available upon Order R Tol
R +0.005

(mm)

Cutting Parameters % P507
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SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

Under Neck Length

) . eler Flute
Ordering Code Mill r Neck
Length
SPM200-RN2-0.4-3.5-0.05-V 35
SPM200-RN2-0.4-4-0.05-V 0.05 4
SPM200-RN2-0.4-1-0.1-V 1
0.4 0.32

SPM200-RN2-0.4-2-0.1-V 2
SPM200-RN2-0.4-3-0.1-V o1 3
SPM200-RN2-0.4-4-0.1-V 4
SPM200-RN2-0.5-1-0.02-V 1
SPM200-RN2-0.5-2-0.02-V 2
SPM200-RN2-0.5-3-0.02-V 002 3
SPM200-RN2-0.5-4-0.02-V 4
SPM200-RN2-0.5-6-0.02-V 6
SPM200-RN2-0.5-1-0.05-V 1
SPM200-RN2-0.5-2-0.05-V 2
SPM200-RN2-0.5-3-0.05-V 3
SPM200-RN2-0.5-4-0.05-V 05 0.05 4 0.4
SPM200-RN2-0.5-5-0.05-V 5
SPM200-RN2-0.5-6-0.05-V 6
SPM200-RN2-0.5-1-0.1-V 1
SPM200-RN2-0.5-2-0.1-V 2
SPM200-RN2-0.5-3-0.1-V 3
SPM200-RN2-0.5-4-0.1-V o1 4
SPM200-RN2-0.5-5-0.1-V 5
SPM200-RN2-0.5-6-0.1-V 6
SPM200-RN2-0.6-2-0.02-V 06 002 2 | 048

@ Stock O Available upon Order

Cutting Parameters % P507

0.37

0.47

0.57

Neck Overall Shank
Length Dia. Length Dia.

50

50

50
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)

Interference angle 8

The effective Draft angle
under-neck length

—

=nESEnm

See page 149 for guidelines to icons

) Continue

The effective under-neck length

Interference for the various draft angles
Angle Stock
0.5° 1° 1.5° 2° 3°
9.97 368 382 395 410 443 [
9.52 420 435 451 467 505 O
13.17 1.06 111 116 121 131 [ J
11.70 211 220 228 237 255 [
10.53 316 328 339 352 379 [
9.56 420 435 450 467 504 O
13.00 1.06 112 117 123 133 [
11.53 211 221 229 238 257 [
10.35 316 328 340 353 381 [
9.39 420 435 451 468 506 O
7.92 6.27 649 6.73 698 T7.54 [
13.05 1.06 112 117 122 132 [ J
11.56 211 221 229 237 256 O
10.38 316 328 340 352 381 [ J
9.42 420 435 451 467 505 O
8.62 524 542 561 58 629 [ J
7.94 6.27 649 6.72 697 7153 [ ]
13.13 1.06 111 116 121 131 [ J
11.63 211 220 228 237 255 [ J
10.44 316 328 339 352 379 ©)
9.46 420 435 450 467 504 [ ]
8.65 524 542 561 582 628 [
797 6.27 649 672 697 1.52 O
11.24 217 231 244 255 277 [
R Tol
R +0.005
(mm)

GESAC _ 419

S|jiwpu3 spigled pljos



MILLING TOOLS | Solid Carbide Endmills

SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

®4 or higher does not have backdraft shape
R:£0. 005mm

Tolerance on Corner radius R

— —

ﬁﬂ

ol--F] UL [

See page 149 for guidelines to icons

) Continue

The effective under-neck length

Under q
e Cadls Ml r Neck Flute Nepk Overall Shgnk Neck Interference for the various draft angles Stock
Length Dia. Length Dia. Angle
Length
05° | 1° | 15 [ 2° 3°

SPM200-RN2-0.6-4-0.02-V 0.0 4 9.15 429 451 469 486 526 [ J
SPM200-RN2-0.6-6-0.02-V ’ 6 7.71 640 6.66 690 T7.16 T7.74 O
SPM200-RN2-0.6-2-0.05-V 2 11.27 217 231 243 255 276 [ J
SPM200-RN2-0.6-4-0.05-V 4 9.18 429 451 468 486 525 O
SPM200-RN2-0.6-6-0.05-V 0.05 6 7.73 640 666 690 7.16 T7.74 [ J
SPM200-RN2-0.6-8-0.05-V 8 6.68 849 880 9.12 946 1022 @

0.6 0.48  0.57 50 4 4
SPM200-RN2-0.6-10-0.05-V 10 5.88 10.57 1094 1133 1176 1271 O
SPM200-RN2-0.6-2-0.1-V 2 11.34 216 230 243 254 275 [ J
SPM200-RN2-0.6-4-0.1-V 4 9.22 429 450 468 485 524 [ J
SPM200-RN2-0.6-6-0.1-V 0.1 6 7.76 639 666 690 715 772 @
SPM200-RN2-0.6-8-0.1-V 8 6.70 848 880 9.11 945 1021 O
SPM200-RN2-0.6-10-0.1-V 10 5.89 10.57 1094 1133 11.75 1270 @
SPM200-RN2-0.7-4-0.05-V 0.05 4 9.07 429 451 468 486 525 [ J
SPM200-RN2-0.7-6-0.05-V ) 6 7.62 640 6.66 690 7.16 T7.74 O

0.7 056 0.67 50 4 4
SPM200-RN2-0.7-4-0.1-V 0 4 9.11 429 450 468 485 524 [ J

1

SPM200-RN2-0.7-6-0.1-V 6 7.65 639 666 690 T7.15 T7.72 O
SPM200-RN2-0.8-4-0.02-V 0.02 4 50 8.96 427 447 465 482 521 [ J
SPM200-RN2-0.8-6-0.02-V . 6 50 7.51 6.37 663 687 7.12 7.70 O
SPM200-RN2-0.8-4-0.05-V 4 50 8.99 427 447 465 482 521 [ J
SPM200-RN2-0.8-6-0.05-V 6 50 7.52 637 663 686 T7.12 7.69 [}

0.8 | 0.05 0.64 0.76 4 4
SPM200-RN2-0.8-8-0.05-V 8 50 6.47 845 876 9.08 942 1018 O
SPM200-RN2-0.8-12-0.05-V 12 55 5.05 12.61 13.04 1351 14.02 1515 O
SPM200-RN2-0.8-4-0.1-V 4 50 9.03 426 447 464 481 519 [ J

0.1
SPM200-RN2-0.8-6-0.1-V 6 50 7.55 637 662 686 7.11 7.68 [}
@ Stock O Available upon Order R Tol
R +0.005

(mm)

Cutting Parameters % P507
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SPM200-RN2 )

2 Flute with Extended Neck, Cornor Raidus Inter ference angle 8

The effective Draft angle
under-neck length

—

Under Neck Length I i I AICISiN ﬂ & E m

See page 149 for guidelines to icons

) Continue

The effective under-neck length

S i | L'J\lneciir Lzl:;teh l\lljelgk C&:ﬁ;g Sgia;k Neck Inti;zrleence for the various draft angles el
Length 0.5° 1° 15° 2° 3°
SPM200-RN2-0.8-8-0.1-V 8 50 6.49 845 876 9.07 941 1017 @
SPM200-RN2-0.8-12-0.1-V o 12 5 5.06 12.60 13.04 1351 14.01 1514 O
SPM200-RN2-0.8-4-0.2-V 4 50 9.12 426 446 463 480 517 @
0.8 0.64  0.76 4 4
SPM200-RN2-0.8-6-0.2-V 6 50 7.62 636 661 685 710 766 O
SPM200-RN2-0.8-8-0.2-V 02 8 50 6.54 845 875 9.06 940 1014 @
SPM200-RN2-0.8-12-0.2-V 12 55 5.09 1260 13.03 1350 14.00 1511 O
SPM200-RN2-1-2-0.02-V 2 50 10.92 215 228 240 252 273 @
SPM200-RN2-1-4-0.02-V 4 50 8.72 427 447 465 482 521 [ J
SPM200-RN2-1-6-0.02-V 6 50 7.26 6.37 663 687 7.12 7.0 O
SPM200-RN2-1-8-0.02-V 0.02 8 50 6.22 846 877 9.08 942 1019 @
SPM200-RN2-1-10-0.02-V 10 50 5.44 1053 1091 1130 11.72 1267 @
SPM200-RN2-1-12-0.02-V 12 55 4.83 12.61 13.05 1352 14.02 1516 O
SPM200-RN2-1-2-0.05-V 2 50 10.96 215 228 240 251 272 @
SPM200-RN2-1-3-0.05-V 3 50 9.73 321 338 353 367 3% @
SPM200-RN2-1-4-0.05-V 4 50 8.75 427 447 465 482 521 O
1 0.8 0.96 4 4
SPM200-RN2-1-5-0.05-V 5 50 7.95 532 555 575 597 645 @
SPM200-RN2-1-6-0.05-V 6 50 7.28 637 663 686 712 769 @
SPM200-RN2-1-8-0.05-V 0.0 8 50 6.23 845 876 9.08 942 1018 O
SPM200-RN2-1-10-0.05-V 10 50 5.45 10.53 10.90 11.30 11.72 1267 @
SPM200-RN2-1-12-0.05-V 12 5 4.84 12.61 13.04 1351 14.02 1515 O
SPM200-RN2-1-16-0.05-V 16 60 3.95 16.74 1732 1795 1862 2012 O
SPM200-RN2-1-20-0.05-V 20 60 3.34 20.88 21.60 2238 2322 2510 O
SPM200-RN2-1-2-0.1-V 2 50 11.03 214 227 239 250 271 @
SPM200-RN2-1-3-0.1-V o1 3 50 9.79 321 338 353 366 39 @
@ Stock O Available upon Order R Tol
R +0.005
(mm)

Cutting Parameters % P507
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SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

®4 or higher does not have backdraft shape
R:£0. 005mm

Tolerance on Corner radius R

— —
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o] UL]u

See page 149 for guidelines to icons
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The effective under-neck length

S il r Lf\lneiil' L,:#;fh ,\;;k E);/r?;rl: SB?;_k Neck Inti;egrlznce for the various draft angles Stock
Length 0.5° 1° 1.5° 2° 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 7.99 532 555 575 596 644 [ J
SPM200-RN2-1-6-0.1-V 6 50 7.31 6.37 662 686 711 7.68 [ ]
SPM200-RN2-1-8-0.1-V 8 50 6.25 845 876 9.07 941 1017 @
SPM200-RN2-1-10-0.1-V o 10 50 5.46 10.53 1090 1129 11.71 1265 @
SPM200-RN2-1-12-0.1-V 12 55 4.85 12.60 13.04 1351 14.01 1514 O
SPM200-RN2-1-16-0.1-V 16 60 3.96 16.74 1732 1794 1861 2011 @
SPM200-RN2-1-20-0.1-V 20 60 335 20.87 21.60 2237 2321 2508 O
SPM200-RN2-1-2-0.2-V 2 50 11.17 214 226 238 248 268 [ ]
SPM200-RN2-1-3-0.2-V 3 50 9.90 320 337 351 365 393 [ ]
SPM200-RN2-1-4-0.2-V 4 50 8.89 426 446 463 480 517 [ ]
SPM200-RN2-1-5-0.2-V 5 50 8.06 531 554 574 595 641 @)
1 08 096 4 4
SPM200-RN2-1-6-0.2-V 6 50 .37 6.36 661 685 7.10 7.66 [ ]
SPM200-RN2-1-8-0.2-V 02 8 50 6.30 845 875 9.06 940 1014 @
SPM200-RN2-1-10-0.2-V 10 50 5.50 10.53 10.89 11.28 11.70 1263 O
SPM200-RN2-1-12-0.2-V 12 55 4.88 12.60 13.03 1350 14.00 1511 @
SPM200-RN2-1-16-0.2-V 16 60 3.98 16.74 1731 1793 1859 2009 O
SPM200-RN2-1-20-0.2-V 20 60 3.36 20.87 2159 2236 2319 2506 O
SPM200-RN2-1-2-0.3-V 2 50 11.32 213 225 236 247 266 [
SPM200-RN2-1-3-0.3-V 3 50 10.01 320 336 350 3.63 390 @)
SPM200-RN2-1-4-0.3-V 4 50 8.98 425 445 462 478 515 [ J
SPM200-RN2-1-5-0.3-V 03 5 50 8.14 531 553 573 593 6.39 @)
SPM200-RN2-1-6-0.3-V 6 50 7.44 6.36 661 684 7.08 7.63 [ ]
SPM200-RN2-1-8-0.3-V 8 50 6.35 844 875 9.05 938 1012 @
@ Stock O Available upon Order R Tol
R +0.005

(mm)

Cutting Parameters % P507
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SPM200-RN2 )

2 Flute with Extended Neck, Cornor Raidus Inter ference angle 8

The effective Draft angle
under-neck length

—

Under Neck Length I i I AICISiN ﬂ & E m

See page 149 for guidelines to icons

) Continue

The effective under-neck length

Under )
Ordering Code Mill r Neck Flute Ngck Overall Shgnk Neck Interference for the various draft angles Stock
Length Dia. Length Dia. Angle
Length
0.5° 1° 15 2° 3°
SPM200-RN2-1-10-0.3-V 10 50 5.53 10.52 10.89 1127 11.68 1260 @
SPM200-RN2-1-12-0.3-V 12 55 4.90 12.60 13.03 1349 1398 1509 O
1 0.3 0.8 | 0.96 4 4
SPM200-RN2-1-16-0.3-V 16 60 4.00 16.73 17.30 17.92 1858 2006 @
SPM200-RN2-1-20-0.3-V 20 60 337 20.87 2158 22.35 2318 2504 O
SPM200-RN2-1.25-5-0.1-V 5 50 7.68 530 552 572 593 640 @
SPM200-RN2-1.25-10-0.1-V 10 50 5.17 10.50 10.87 1126 11.68 1262 O
0.1
SPM200-RN2-1.25-15-0.1-V 15 55 3.90 1568 1622 1680 17.43 1883 @
SPM200-RN2-1.25-20-0.1-V 20 60 3.13 20.84 2157 22.34 2318 2505 @
SPM200-RN2-1.25-5-0.2-V 5 50 1.75 529 551 571 591 638 @]
SPM200-RN2-1.25-10-0.2-V 10 50 521 10.50 10.86 1125 1166 1259 @
125 02 1 1.20 4 4
SPM200-RN2-1.25-15-0.2-V 15 55 3.92 1567 1621 1679 1741 1881 @
SPM200-RN2-1.25-20-0.2-V 20 60 3.14 20.84 2156 22.33 2316 2502 O
SPM200-RN2-1.25-5-0.3-V 5 50 7.83 529 550 570 590 635 @
SPM200-RN2-1.25-10-0.3-V 10 50 5.24 10.50 10.86 11.24 1165 1257 @
0.3
SPM200-RN2-1.25-15-0.3-V 15 55 3.94 1567 1620 1678 1740 1878 @
SPM200-RN2-1.25-20-0.3-V 20 60 3.15 20.84 2155 2232 2315 2500 O
SPM200-RN2-1.5-4-0.1-V 4 50 8.17 423 442 458 475 513 [ ]
SPM200-RN2-1.5-6-0.1-V 6 50 6.66 632 657 680 705 762 O
SPM200-RN2-1.5-8-0.1-V 0 8 50 5.62 841 871 9.02 935 1010 @
1
SPM200-RN2-1.5-12-0.1-V 12 55 4.28 12.55 1298 1345 1395 1507 @
15 12 1.44 4 4
SPM200-RN2-1.5-15-0.1-V 15 55 3.63 1565 16.19 16.77 17.40 1880 O
SPM200-RN2-1.5-20-0.1-V 20 60 2.90 20.82 2154 2232 2315 - [ J
SPM200-RN2-1.5-4-0.2-V o 4 50 8.26 423 441 457 474 510 @
SPM200-RN2-1.5-6-0.2-V ' 6 50 6.72 632 656 679 704 759 @
@ Stock O Available upon Order R Tol
R +0.005
(mm)

Cutting Parameters % P507
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SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

®4 or higher does not have backdraft shape
R:£0. 005mm

Tolerance on Corner radius R

— —_—

B #ﬂ

> Lo

See page 149 for guidelines to icons
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Under The effective'under—neck length
Ok Codle Mill ¢ Neck LZl#gtfh l\é)e;:k (Egﬁ;#l SB?aer Neck Inti\r;egrleence for the various draft angles Stock
Length 0.5° 1° 1.5° 2° 3°
SPM200-RN2-1.5-8-0.2-V 8 50 5.66 840 870 9.01 934 1008 O
SPM200-RN2-1.5-12-0.2-V 12 55 431 1255 1298 1344 1394 1505 @
SPM200-RN2-1.5-15-0.2-V 02 15 55 3.65 1565 16.19 16.76 1738 1878 @
SPM200-RN2-1.5-20-0.2-V 20 60 291 20.82 2153 2231 23.13 - O
SPM200-RN2-1.5-4-0.3-V 4 50 8.36 422 440 456 472 508 [ ]
SPM200-RN2-1.5-6-0.3-V 6 50 6.78 631 655 6.78 7.02 757 [
SPM200-RN2-1.5-8-0.3-V 8 50 571 840 869 899 932 1005 O
SPM200-RN2-1.5-12-0.3-V 03 12 55 4.33 12.54 1297 1343 1392 1503 @
1.5 12 144 4 4
SPM200-RN2-1.5-15-0.3-V 15 55 3.67 1564 16.18 16.75 17.37 1876 @
SPM200-RN2-1.5-20-0.3-V 20 60 292 20.81 21.53 2229 23.12 - O
SPM200-RN2-1.5-4-0.5-V 4 50 8.55 421 439 454 469 503 [
SPM200-RN2-1.5-6-0.5-V 6 50 6.91 631 654 676 699 7.52 [ ]
SPM200-RN2-1.5-8-0.5-V 8 50 5.80 839 868 897 929 1000 O
SPM200-RN2-1.5-12-0.5-V 0> 12 55 4.39 1254 1296 1341 13.89 1498 @
SPM200-RN2-1.5-15-0.5-V 15 55 371 1564 16.17 16.73 1734 1871 @
SPM200-RN2-1.5-20-0.5-V 20 60 2.95 20.81 21.51 22.27 23.09 = O
SPM200-RN2-1.75-5-0.1-V 5 50 6.96 526 547 567 588 6.35 [ ]
SPM200-RN2-1.75-10-0.1-V 10 50 4.53 1046 10.82 1121 11.63 1256 @
SPM200-RN2-1.75-15-0.1-V o1 15 55 3.35 15.63 16.17 16.75 1738 1878 O
SPM200-RN2-1.75-20-0.1-V 20 60 2.66 20.80 21.52 2229 23.13 o [ ]
1.75 14 168 4 4
SPM200-RN2-1.75-5-0.2-V 5 50 7.03 526 547 566 586 6.32 [ ]
SPM200-RN2-1.75-10-0.2-V 10 50 4.56 1046 10.82 1120 11.61 1254 O
SPM200-RN2-1.75-15-0.2-V 02 15 55 3.37 1563 16.16 16.74 1736 1875 @
SPM200-RN2-1.75-20-0.2-V 20 60 2.67 20.80 21.51 2228 23.11 - [ ]
@ Stock O Available upon Order R Tol
R +0.005
(mm)

Cutting Parameters % P507
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SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

Under Neck Length

Flute Neck Overall Shank
Length Dia. Length Dia.

Under

Ordering Code Mill  r  Neck

Length
SPM200-RN2-1.75-5-0.3-V 5
SPM200-RN2-1.75-10-0.3-V 10

175 03 1.4
SPM200-RN2-1.75-15-0.3-V 15
SPM200-RN2-1.75-20-0.3-V 20
SPM200-RN2-2-4-0.1-V 4
SPM200-RN2-2-6-0.1-V 6
SPM200-RN2-2-8-0.1-V 8
SPM200-RN2-2-12-0.1-V 12
SPM200-RN2-2-16-0.1-V e
SPM200-RN2-2-20-0.1-V 20
SPM200-RN2-2-25-0.1-V 25
SPM200-RN2-2-30-0.1-V 30
SPM200-RN2-2-4-0.2-V 4
SPM200-RN2-2-6-0.2-V 6
2 1.6

SPM200-RN2-2-8-0.2-V 8
SPM200-RN2-2-12-0.2-V 12
SPM200-RN2-2-16-0.2-V 02 16
SPM200-RN2-2-20-0.2-V 20
SPM200-RN2-2-25-0.2-V 25
SPM200-RN2-2-30-0.2-V 30
SPM200-RN2-2-4-0.3-V 4
SPM200-RN2-2-6-0.3-V 6
SPM200-RN2-2-8-0.3-V 03 8
SPM200-RN2-2-12-0.3-V 12

@ Stock O Available upon Order

Cutting Parameters % P507

1.68

192

50
50
55
60
50
50
50
55
55
60
65
70
50
50
50
55
55
60
65
70
50
50
50
55
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Interference angle 8

The effective Draft angle

under-neck length
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Interference
Angle

7.11
4.59
3.39
2.69
7.36
5.86
4.87
3.64
2.90
2.42
2.00
1.70
7.46
558
491
3.66
2.92
2.43
2.00
171
7.56
5.99
4.96
3.69

) Continue

The effective under-neck length
for the various draft angles

0.5°

5.25
10.45
15.62
20.79

421

6.29

8.37
12.51
16.65
20.78
25.95
31.12

4.20

6.29

8.37
12,51
16.64
20.78
25.95
31.11

4.20

6.28

8.36
12.50

1° 15° 2° 3°
546 565 585 6.30
10.81 11.19 11.60 1251
16.16 16.73 17.35 18.73
21.51 2227 23.10 =
438 454 471 508
6.53 676 T7.01 757
866 897 931 10.05
1294 1341 1391 15.03
1722 17.84 1851 -
2150 2227 2311 =
26.85 2782 - -
3220 3336 - =
437 453 469 506
6.52 675 6.99 754
866 896 929 10.03
1294 1340 13.89 15.00
1722 17.83 1849 -
2149 2226 23.09 =
26.84 2780 - -
3219 3335 - -
437 452 468 503
6.51 674 698 7.52
865 895 9.28 10.01
1293 1339 13.83 14.98

R Tol

)

GESAC _ 425
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MILLING TOOLS | Solid Carbide Endmills

SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

®4 or higher does not have backdraft shape
R:£0. 005mm

Tolerance on Corner radius R

— —_—

B #ﬂ

> Lo

See page 149 for guidelines to icons
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Under The effective_under—neck length
Ordering Code Ml r  Neck Lzlr?gh l\é;’;k E);/;.;rl: SB?aer Neck Int(;r;egrlznce for the various draft angles Stock
Length 0.5° 1° 1.5° 2° 3°
SPM200-RN2-2-16-0.3-V 16 55 293 16.64 1721 17.82 18.48 - (@)
SPM200-RN2-2-20-0.3-V 20 60 2.44 20.77 21.49 22.25 23.08 - [ ]
SPM200-RN2-2-25-0.3-V 03 25 65 2.01 25.94 26.84 27.719 28382 - ([ ]
SPM200-RN2-2-30-0.3-V 30 70 171 3111 3218 33.34 = = (@)
SPM200-RN2-2-6-0.5-V 6 50 6.11 6.28 650 6.71 695 T.47 [ ]
SPM200-RN2-2-8-0.5-V 8 50 5.04 836 864 893 925 99% @
SPM200-RN2-2-12-0.5-V 12 55 3.73 1250 1292 1336 13.85 1493 O
SPM200-RN2-2-16-0.5-V 0.5 16 55 2.96 16.63 17.19 17.80 18.45 = [ ]
SPM200-RN2-2-20-0.5-V 20 60 2.46 20.77 2147 2223 23.05 - [ ]
2 16 | 192 4 4
SPM200-RN2-2-25-0.5-V 25 65 2.03 2594 26.82 27.77 28.79 = (@)
SPM200-RN2-2-30-0.5-V 30 70 1.72 31.10 3217 3331 - - @)
SPM200-RN2-2-6-0.8-V 6 50 6.31 6.26 648 6.68 6.90 7.40 [ ]
SPM200-RN2-2-8-0.8-V 8 50 5.18 835 862 890 920 9.88 [ ]
SPM200-RN2-2-12-0.8-V 12 55 3.81 1249 12.89 1333 13.80 148 O
SPM200-RN2-2-16-0.8-V 0.8 16 55 3.01 16.62 17.17 17.77 1840 1983 @
SPM200-RN2-2-20-0.8-V 20 60 2.49 20.76 21.45 22.20 23.00 - (@)
SPM200-RN2-2-25-0.8-V 25 65 2.05 2593 26.80 27.74 28.75 - [ ]
SPM200-RN2-2-30-0.8-V 30 70 1.74 31.09 32.15 33.28 - - (@)
SPM200-RN2-2.5-10-0.1-V 10 50 3.36 1041 10.77 11.16 11.57 1250 @
SPM200-RN2-2.5-20-0.1-V 0.1 20 60 1.89 20.75 2147 2224 - - (@)
SPM200-RN2-2.5-30-0.1-V 30 70 1.32 31.09 3217 - - - ([ ]
25 2 2.40 4 4
SPM200-RN2-2.5-10-0.2-V 10 50 3.39 1041 10.77 11.15 1156 1248 @
SPM200-RN2-2.5-20-0.2-V 0.2 20 60 1.90 20.75 2146 22.23 - - ©)
SPM200-RN2-2.5-30-0.2-V 30 70 132 31.08 3216 - - - @)
@ Stock O Available upon Order R Tol
R +0.005
(mm)

Cutting Parameters % P507
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SPM200-RN2 )

2 Flute with Extended Neck, Cornor Raidus Inter ference angle 8

The effective Draft angle
under-neck length

= =nESEnm

See page 149 for guidelines to icons

) Continue

The effective under-neck length

Ordering Code Mill . L,J\‘neiir Lzl#;fh I\IIJeI;:k (Bgs;t}l SB?aer Neck InteAr;egrleence for the various draft angles Stock
Length
0.5° 1° 1.5° 2° 3°
SPM200-RN2-2.5-10-0.3-V 10 50 3.42 1041 10.76 11.14 1154 1246 @
SPM200-RN2-2.5-20-0.3-V 0.3 20 60 1.91 20.74 2146 22.22 - - O
SPM200-RN2-2.5-30-0.3-V 30 70 1.32 31.08 32.15 - - - [ ]
25 2 2.40 4 4
SPM200-RN2-2.5-10-0.5-V 10 50 3.47 1040 10.75 11.12 1151 1241 O
SPM200-RN2-2.5-20-0.5-V 0.5 20 60 1.92 20.74 21.44 22.20 - - ([ ]
SPM200-RN2-2.5-30-0.5-V 30 70 133 31.07 32.14 = = = @)
SPM200-RN2-3-6-0.1-V 6 50 7.40 6.25 647 670 6.95 7.50 [ ]
SPM200-RN2-3-8-0.1-V 8 55 6.32 832 861 892 925 9.99 [ ]
SPM200-RN2-3-12-0.1-V 12 60 4.89 1246 12.89 1335 1385 1496 O
SPM200-RN2-3-16-0.1-V 16 60 3.99 1659 17.17 17.78 1845 1994 @
SPM200-RN2-3-18-0.1-V ot 18 65 3.65 18.66 19.31 20.00 20.75 2242 @
SPM200-RN2-3-20-0.1-V 20 65 3.36 20.73 2145 2222 23.05 2491 O
SPM200-RN2-3-30-0.1-V 30 75 2.42 31.06 32.14 33.30 34.55 - @)
SPM200-RN2-3-35-0.1-V 35 80 2.12 36.23 37.49 38.84 40.29 - @)
SPM200-RN2-3-6-0.2-V 6 50 7.46 6.25 646 6.69 6.93 748 [ ]
3 24 288 6 4
SPM200-RN2-3-8-0.2-V 8 55 6.36 832 860 891 923 0997 [ ]
SPM200-RN2-3-12-0.2-V 12 60 4.92 1245 12.88 1334 1383 1494 @
SPM200-RN2-3-16-0.2-V 16 60 4.00 16.59 17.16 17.77 1843 1991 O
SPM200-RN2-3-18-0.2-V 02 18 65 3.66 18.66 1930 1999 20.73 2240 @
SPM200-RN2-3-20-0.2-V 20 65 3.38 20.72 2144 2221 23.03 2483 @
SPM200-RN2-3-30-0.2-V 30 75 2.43 31.06 32.14 3329 34.53 - 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 6.24 646 6.68 692 746 ([ ]
SPM200-RN2-3-8-0.3-V 03 8 55 6.41 832 860 890 922 994 @
@ Stock O Available upon Order R Tol
R £0.005
(mm)

Cutting Parameters % P507

GESAC _ 427

S|jiwpu3 spigled pljos



MILLING TOOLS | Solid Carbide Endmills

SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

®4 or higher does not have backdraft shape
R:£0. 005mm

Tolerance on Corner radius R

— —_—

B #ﬂ

> Lo

See page 149 for guidelines to icons
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Under The effective'under—neck length
ke Cette will r Neck L!;lrl:ésh I\IIDeI;:k CL);/:?;LI Sg?aer Neck Intt;{;zrleence for the various draft angles Stock
Length 0.5° 1° 15° 2° 3°
SPM200-RN2-3-12-0.3-V 12 60 4.94 1245 12.87 1333 13.82 1491 O
SPM200-RN2-3-16-0.3-V 16 60 4.02 16.59 17.15 17.76 1842 1989 @
SPM200-RN2-3-18-0.3-V 18 65 3.68 18.65 19.29 1998 20.72 2237 @
SPM200-RN2-3-20-0.3-V 03 20 65 3.39 20.72 2143 2220 23.02 2486 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 6.51 831 858 887 919 9.89 [
SPM200-RN2-3-12-0.5-V 12 60 5.00 12.44 1286 1331 13.79 1487 @
SPM200-RN2-3-16-0.5-V 16 60 4.06 1658 17.14 17.74 1839 1984 @
SPM200-RN2-3-18-0.5-V 0.5 18 65 3.71 18.65 19.28 1996 20.69 2233 @
SPM200-RN2-3-20-0.5-V ’ 20 24| 288 65 ° ! 3.42 20.71 2142 2217 2299 2481 @
SPM200-RN2-3-30-0.5-V 30 75 2.45 31.05 32.12 33.26 34.49 - O
SPM200-RN2-3-35-0.5-V 35 80 2.14 36.22 37.46 38.80 40.23 - @)
SPM200-RN2-3-8-1-V 8 55 6.76 829 855 882 911 09.77 [ ]
SPM200-RN2-3-12-1-V 12 60 5.15 1243 12.83 1325 1371 1474 @
SPM200-RN2-3-16-1-V 16 60 4.16 16.56 17.10 17.69 1831 19.72 O
SPM200-RN2-3-18-1-V 1 18 65 3.79 18.63  19.24 19.90 20.61 2220 @
SPM200-RN2-3-20-1-V 20 65 3.49 20.70 | 21.38 22,12 2291 2469 O
SPM200-RN2-3-30-1-V 30 75 2.48 31.03 32.08 3320 3441 - [ ]
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 4.90 831 859 890 923 997 [ ]
SPM200-RN2-4-12-0.1-V 12 60 3.66 1244 12.87 1333 1383 1494 @
4 01 32 386 6 4
SPM200-RN2-4-16-0.1-V 16 60 291 16.57 17.15 17.76 18.43 - O
SPM200-RN2-4-20-0.1-V 20 65 2.42 20.71 21.43 22.20 23.03 - [
@ Stock O Available upon Order R Tol
R +0.005
(mm)

Cutting Parameters % P507
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SPM200-RN2 )

2 Flute with Extended Neck, Cornor Raidus

Interference angle 8

The effective Draft angle
under-neck length

—

Under Neck Length I i I AICISiN ﬂ & E m

See page 149 for guidelines to icons
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The effective under-neck length

Ordering Code Mill . L,J\‘neiir Lzlrlqjgh l\;;k Egs;: SB?;L( Neck InteAr;e;lznce for the various draft angles Stock
Length
0.5° 1° 15° 2° 3°
SPM200-RN2-4-30-0.1-V 30 75 171 31.05 32.12 33.28 - - O
SPM200-RN2-4-35-0.1-V 0.1 35 80 1.49 36.21 37.47 - - - 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 4.94 830 858 889 921 994 [ J
SPM200-RN2-4-12-0.2-V 12 60 3.68 1244 1286 1332 1381 1492 @
SPM200-RN2-4-16-0.2-V 16 60 293 16.57 17.14 17.75 1841 = [ J
SPM200-RN2-4-20-0.2-V 0.2 20 65 243 20.71 2142 2219 23.01 - [ J
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 - - - [ ]
SPM200-RN2-4-45-0.2-V 45 90 1.18 46.55 48.16 = = = O
SPM200-RN2-4-8-0.3-V 8 55 4.99 830 858 888 920 992 [ ]
SPM200-RN2-4-12-0.3-V 12 60 3.70 1243 12.86 1331 1380 1489 @
4 32 | 386 6 4
SPM200-RN2-4-16-0.3-V 16 60 2.94 16.57 17.13 17.74 18.40 - [ ]
SPM200-RN2-4-20-0.3-V 0.3 20 65 2.44 20.70 21.41 22.18 23.00 - [ ]
SPM200-RN2-4-30-0.3-V 30 75 1.72 31.04 3211 33.26 - - [ ]
SPM200-RN2-4-35-0.3-V 35 80 1.49 36.21 37.46 - - - [
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 3.75 1243 12.84 1329 13.77 1484 @
SPM200-RN2-4-16-0.5-V 16 60 297 16.56 17.12 17.72 1837 - [ J
SPM200-RN2-4-20-0.5-V 20 65 2.47 20.70 21.40 22.15 2297 - [ J
SPM200-RN2-4-30-0.5-V 0> 30 75 1.73 31.03 32,10 33.24 - - [ J
SPM200-RN2-4-35-0.5-V 35 80 1.50 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 1241 12.81 1323 1369 1472 @
@ Stock O Available upon Order R Tol
R £0.005
(mm)

Cutting Parameters % P507
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SPM200-RN2

2 Flute with Extended Neck, Cornor Raidus

®4 or higher does not have backdraft shape
R:£0. 005mm

Tolerance on Corner radius R
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The effective under-neck length

Ordering Code Mill . Lﬁ\lne(il:ir Ll;l#;fh l\;*;k (L)gs;rljl SB?;k ock Inte;\rrfgleence for the various draft angles Stock
Length 0.5° 1° 15° 2° 3°
SPM200-RN2-4-16-1-V 16 60 3.05 16.54 17.09 17.67 1829 1970 @
SPM200-RN2-4-20-1-V 20 65 2.52 20.68 21.36 22.10 22.89 - O
SPM200-RN2-4-30-1-V 4 1 30 32 38 715 6 4 1.75 31.02 32.06 33.18 - - [ J
SPM200-RN2-4-35-1-V 35 80 1.52 36.18 37.41 38.73 - - O
SPM200-RN2-4-45-1-V 45 90 1.20 46.52 48.11 - - - [ J
SPM200-RN2-5-20-0.1-V 20 65 1.32 20.70 21.42 - - - [ J
SPM200-RN2-5-40-0.1-V o 85 069 4138 - - - -0
SPM200-RN2-5-20-0.2-V 20 65 1.32 20.70 21.41 - - - [ J
SPM200-RN2-5-40-0.2-V 02 40 85 0.69 41.37 - - - - [
SPM200-RN2-5-20-0.3-V 20 65 1.33 20.69 21.41 - = = @)
5 0.3 4 4.85 6 4
SPM200-RN2-5-40-0.3-V 40 85 0.69 41.37 - - - - [
SPM200-RN2-5-20-0.5-V 20 65 1.34 20.69 21.39 = = = [ J
SPM200-RN2-5-40-0.5-V 0> 40 85 0.70 41.36 - - - - O
SPM200-RN2-5-20-1-V 20 65 1.38 20.67 21.36 = o S [
SPM200-RN2-5-40-1-V ' 40 85 0.71 41.34 - - - - O
SPM200-RN2-6-12-0.1-V 12 50 - - - - - - [
SPM200-RN2-6-18-0.1-V 18 60 - - - - - - [
SPM200-RN2-6-24-0.1-V 0.1 24 70 - - - - - - [
SPM200-RN2-6-35-0.1-V 35 80 - - - - - - O
SPM200-RN2-6-55-0.1-V 6 55 48 585 100 6 - - - - - - - O
SPM200-RN2-6-12-0.2-V 12 50 - - - - - - O
SPM200-RN2-6-18-0.2-V 18 60 - - - - - - [
SPM200-RN2-6-24-0.2-V 2 70 - - - - - - e
SPM200-RN2-6-35-0.2-V 35 80 = = = = = = O
@ Stock O Available upon Order R Tol
R £0.005
(mm)

Cutting Parameters % P507
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SPM200-RN2 )

2 Flute with Extended Neck, Cornor Raidus

Interference angle 0

B

The effective Draft anfg
under-neck length

—

| Under Neck Length | . AlchIN g E m

See page 149 for guidelines to icons
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The effective under-neck length

R, wit | L’J\‘r:edcir L':#gfh ,Eelgk (L)g,;:;g Sg?ar?k ack Inte:;zrénce for the various draft angles Stock
e 05 | 1° |15 | 2° 3°
SPM200-RN2-6-55-0.2-V 0.2 55 100 - - - - - - (]
SPM200-RN2-6-12-0.3-V 12 50 - - - = - = [ )
SPM200-RN2-6-18-0.3-V 18 60 - - - - - - ()
SPM200-RN2-6-24-0.3-V 0.3 24 70 - - - = o = O
SPM200-RN2-6-35-0.3-V 35 80 - - - - - - (]
SPM200-RN2-6-55-0.3-V 55 100 - - - - - 5 O
SPM200-RN2-6-18-0.5-V 18 60 - - - - - - (]
6 48 | 585 6 -
SPM200-RN2-6-24-0.5-V 24 70 - - - = = = (]
SPM200-RN2-6-35-0.5-V 0o 35 80 - - - ; . -0
SPM200-RN2-6-55-0.5-V 55 100 - - - - - = O
SPM200-RN2-6-18-1-V 18 60 - - - - - - [
SPM200-RN2-6-24-1-V 24 70 - - - - = = )
SPM200-RN2-6-35-1-V ! 35 80 - - - - - - O
SPM200-RN2-6-55-1-V 55 100 - - - - - = O
@ Stock O Available upon Order R Tol
R +0.005
(mm)

Cutting Parameters % P507
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SPM200-RN4 tm=n

4 Flute with Extended Neck, Cornor Raidus

R: 0. 005mm

Neck R Tolerance on Corner radius R
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Under The ef‘fective‘under—neck length
Ordering Code Mill r Neck LZl#tfh l\|l)§ck (L)veri}l: SB?”" ock Inte;\rferlence for the various draft angles Stock
Length g ia. Leng ia. ngle
05° | 1° | 15 | 22 | 3
SPM200-RN4-1-4-0.05-V 4 50 8.75 427 447 465 482 521 @
SPM200-RN4-1-6-0.05-V 6 50 7.8 637 663 686 712 769 @
SPM200-RN4-1-8-0.05-V 8 50 6.23 845 876 908 942 1018 @
SPM200-RN4-1-10-0.05-V 005 10 50 545 1053 1090 1130 1172 1267 @
SPM200-RN4-1-12-0.05-V 12 60 484 1261 1304 1351 1402 1515 @
SPM200-RN4-1-16-0.05-V 16 60 3.95 1674 1732 1795 1862 2012 O
SPM200-RN4-1-20-0.05-V 20 60 334 2088 2160 2238 2322 2510 O
SPM200-RN4-1-4-0.1-V ' 4 08 | 0% 50 8.80 426 447 464 481 519 @
SPM200-RN4-1-6-0.1-V 6 50 731 637 662 686 711 768 @
SPM200-RN4-1-8-0.1-V 8 50 6.25 845 876 907 941 1017 @
SPM200-RN4-1-10-0.1-V 01 10 50 546 1053 1090 1129 1171 1265 O
SPM200-RN4-1-12-0.1-V 12 60 4.85 1260 13.04 1351 1401 1514 @
SPM200-RN4-1-16-0.1-V 16 60 e 3.96 1674 1732 17.94 1861 2011 @
SPM200-RN4-1-20-0.1-V 20 60 335 2087 2160 2237 2321 2508 O
SPM200-RN4-1.5-4-0.05-V 4 50 8.12 423 442 459 476 514 @
SPM200-RN4-1.5-8-0.05-V 8 50 5.60 841 871 902 936 1011 @
SPM200-RN4-1.5-12-0.05-V 005 12 60 427 1255 12.99 1346 1396 1509 O
SPM200-RN4-1.5-15-0.05-V 15 60 362 1565 1620 1678 17.41 1882 @
SPM200-RN4-1.5-20-0.05-V 20 60 289 2082 2155 2232 2316 - 0
SPM200-RN4-1.5-4-0.1-V b 4 b2 | m 50 8.17 423 442 458 475 513 @
SPM200-RN4-1.5-8-0.1-V 8 50 562 841 871 902 935 1010 O
SPM200-RN4-1.5-12-0.1-V 01 12 60 428 1255 1298 1345 1395 1507 @
SPM200-RN4-1.5-15-0.1-V 15 60 363 1565 1619 1677 17.40 1880 @
SPM200-RN4-1.5-20-0.1-V 20 60 290 2082 2154 2232 2315 - o
@ Stock O Available upon Order = Tl
R +0.005
D So1

(mm)

Cutting Parameters % P529
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SPM200-RN4 wm

4 Flute with Extended Neck, Cornor Raidus

Under Neck Length

Under
Ordering Code Mill r Neck
Length
SPM200-RN4-2-4-0.05-V 4
SPM200-RN4-2-6-0.05-V 6
SPM200-RN4-2-8-0.05-V 8
SPM200-RN4-2-12-0.05-V %
SPM200-RN4-2-16-0.05-V 16
SPM200-RN4-2-20-0.05-V 20
SPM200-RN4-2-4-0.1-V 4
SPM200-RN4-2-6-0.1-V 6
SPM200-RN4-2-8-0.1-V 8
SPM200-RN4-2-12-0.1-V o1 12
SPM200-RN4-2-16-0.1-V 16
SPM200-RN4-2-20-0.1-V 20
SPM200-RN4-2-4-0.2-V 2 4 1.6 1.92
SPM200-RN4-2-6-0.2-V 6
SPM200-RN4-2-8-0.2-V 8
SPM200-RN4-2-12-0.2-V 12
SPM200-RN4-2-16-0.2-V 02 16
SPM200-RN4-2-20-0.2-V 20
SPM200-RN4-2-25-0.2-V 25
SPM200-RN4-2-30-0.2-V 30
SPM200-RN4-2-4-0.3-V 4
SPM200-RN4-2-8-0.3-V 8
SPM200-RN4-2-12-0.3-V 0.3 12
SPM200-RN4-2-16-0.3-V 16
SPM200-RN4-2-20-0.3-V 20

@ Stock O Available upon Order

Cutting Parameters 3 P529

Flute Neck Overall Shank
Length Dia. Length Dia.

50
50
50
60
60
60
50
50
50
60
60
60
50
50
50
60
60
60
70
70
50
50
60
60
60

Nec

Solid Carbide Endmills |

Interference angle 8

The effective

under-neck length

MILLING TOOLS

)

—

Draft angle

Qb L [ s

See page 149 for guidelines to icons

k

Interference
Angle

7.32
5.84
4.85
3.63
2.90
241
7.36
5.86
4.87
3.64
2.90
2.42
7.46
5.93
491
3.66
2.92
2.43
2.00
171
7.56
4.96
3.69
2.93
2.44

) Continue

The effective under-neck length

for the various draft angles

0.5°

421
6.30
8.37
12.51
16.65
20.78
421
6.29
8.37
12.51
16.65
20.78
4.20
6.29
8.37
12.51
16.64
20.78
25.95
3111
4.20
8.36
12.50
16.64
20.77

1°
4.39
6.53
8.67
12.95
17.23
21.50
438
6.53
8.66
12.94
17.22
21.50
4.37
6.52
8.66
12.94
17.22
21.49
26.84
32.19
437
8.65
12.93
1721
21.49

15°

4.55
6.76
8.98
13.41
17.85
22.28
4.54
6.76
8.97
13.41
17.84
22.27
4.53
6.75
8.96
13.40
17.83
22.26
27.80
33.35
4.52
8.95
13.39
17.82
22.25

50
4.72
7.01
9.31
1391

1851

23.11
471
7.01
931

13.91

18.51

23.11
4.69
6.99
9.29
13.89
18.49

23.09

4.68
9.28
13.88
18.48
23.08

Stock
3
509 @
758 @
10.07 O
1504 @
- (@)
- O
508 @
.57 [
1005 @
1503 @
- (@)
= @)
506 @
754 @
1003 @
1500 O
- [ ]
- [ ]
- (@)
- [ ]
503 O
1001 @
1498 O
- [ ]
- (@)
Tol
+0.005
—801
(mm)
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MILLING TOOLS | Solid Carbide Endmills

SPM200-RN4 tm=n

4 Flute with Extended Neck, Cornor Raidus

R: 0. 005mm

Neck R Tolerance on Corner radius R

— i "-\—\_\--
o 4— - - - -F=—Ne ﬂ
Le )

d2
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cRSEARD

See page 149 for guidelines to icons
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Under The ef‘fective‘under—neck length
Ordering Code Mill r | Neck Lzl#ésh I\|Ije|;k (L)g/:;g Sg?ar?k Neck Intirgcegl'le;nce for the various draft angles Stock
Length 05 | 1° | 15° | 2° 3°
SPM200-RN4-2-4-0.5-V 4 50 7.76 419 435 450 465 4.98 [
SPM200-RN4-2-6-0.5-V 6 50 6.11 6.28 650 6.71 6.95 T7.47 [
SPM200-RN4-2-8-0.5-V 8 50 5.04 836 864 893 925 9.96 @)
SPM200-RN4-2-12-0.5-V 12 60 3.73 1250 12.92 1336 1385 1493 @
SPM200-RN4-2-16-0.5-V S T e 296 1663 17.19 1780 1845 - @
SPM200-RN4-2-20-0.5-V 20 60 2.46 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 - [ J
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 3.98 834 863 894 927 1002 @
SPM200-RN4-2.5-16-0.1-V 0.1 16 60 ! 2.29 16.62 17.19 17.81 1847 = [ J
SPM200-RN4-2.5-20-0.1-V 20 60 1.89 20.75 2147 2224 - - O
SPM200-RN4-2.5-8-0.2-V 8 50 4.02 834 863 893 926 9.99 [ ]
SPM200-RN4-2.5-16-0.2-V 0.2 16 60 ! 2.30 16.61 17.18 17.80 18.46 - O
SPM200-RN4-2.5-20-0.2-V > 20 ’ 4 60 1.90 20.75 21.46 22.23 o 5 [ ]
SPM200-RN4-2.5-12-0.3-V 12 60 2.95 1247 1290 1335 13.84 - [ ]
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 1333 1381 - [
SPM200-RN4-2.5-20-0.5-V 0> 20 60 1.92 20.74 21.44 22.20 - - [
SPM200-RN4-3-8-0.1-V 8 60 6.32 832 861 892 925 9.99 [
SPM200-RN4-3-16-0.1-V 16 60 3.99 1659 17.17 17.78 1845 1994 O
SPM200-RN4-3-25-0.1-V o 25 70 2.82 2590 26.79 27.76 28.80 - [
SPM200-RN4-3-30-0.1-V ’ 30 24| 288 80 ° 2.42 31.06 32.14 33.30 34.55 - O
SPM200-RN4-3-8-0.2-V 8 60 6.36 832 860 891 923 997 [
SPM200-RN4-3-12-0.2-V 02 12 60 492 1245 12.88 1334 1383 1494 @
@ Stock O Available upon Order = Tl
R +0.005
D So1

(mm)

Cutting Parameters % P529

434 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SPM200-RN4 twm —

4 Flute with Extended Neck, Cornor Raidus Inter ference angle 8

The effective Draft angle
under-neck length

—

cESREAED
Under Neck Length | Srank] VARl AICTSiN
L i

See page 149 for guidelines to icons

) Continue

The effective under-neck length

@rdeling Code Mill . Llj\lneiir Ll:r?;fh l\;;k (Bgr?;:: Sgiaaer Neck InteArgzrleence for the various draft angles Stock
Length 0.5° 1° 1.5° 2° 3°
SPM200-RN4-3-16-0.2-V 16 60 4.00 1659 17.16 17.77 1843 1991 @
SPM200-RN4-3-20-0.2-V 20 70 3.38 20.72 2144 2221 23.03 24838 O
SPM200-RN4-3-25-0.2-V 02 25 70 2.82 25.89 26.79 27.75 28.78 - [
SPM200-RN4-3-30-0.2-V 30 80 2.43 31.06 32.14 3329 34.53 - O
SPM200-RN4-3-8-0.3-V 8 60 6.41 832 860 890 922 994 [ J
SPM200-RN4-3-16-0.3-V 16 60 4.02 16.59 17.15 17.76 1842 1989 @
SPM200-RN4-3-20-0.3-V 0.3 20 70 3.39 20.72 2143 2220 23.02 248 O
SPM200-RN4-3-25-0.3-V 25 70 2.83 25.89 26.78 27.74 28.77 - [ J
SPM200-RN4-3-30-0.3-V ’ 30 24| 288 80 2.43 31.06 32.13 33.28 3452 - ©]
SPM200-RN4-3-8-0.5-V 8 60 6.51 831 858 887 919 9.89 [
SPM200-RN4-3-12-0.5-V 12 60 5.00 1244 12.86 1331 1379 1487 @
SPM200-RN4-3-16-0.5-V 16 60 4.06 16.58 17.14 17.74 1839 1984 O
SPM200-RN4-3-20-0.5-V 0.5 20 70 ° ‘ 3.42 20.71 2142 2217 2299 2481 @
SPM200-RN4-3-25-0.5-V 25 70 2.85 25.88 26.77 27.72 28.74 = [
SPM200-RN4-3-30-0.5-V 30 80 2.45 31.05 3212 3326 34.49 - O
SPM200-RN4-3-35-0.5-V 35 80 2.14 36.22 37.46 38.80 40.23 - [
SPM200-RN4-4-12-0.1-V 12 60 3.66 1244 12.87 1333 1383 1494 @
SPM200-RN4-4-20-0.1-V 20 60 2.42 20.71 21.43 2220 23.03 - O
SPM200-RN4-4-30-0.1-V o 30 80 171 31.05 32.12 33.28 - - [
SPM200-RN4-4-40-0.1-V 40 80 1.32 41.38 42.82 - - - O
SPM200-RN4-4-12-0.2-V ! n g 368 1244 1286 1332 1381 1492 @
SPM200-RN4-4-20-0.2-V 20 60 2.43 20.71 21.42 22.19 23.01 - [ J
SPM200-RN4-4-30-0.2-V 02 30 80 171 31.04 3212 33.27 - - O
SPM200-RN4-4-40-0.2-V 40 80 1.32 4138 4281 - - - O
@ Stock O Available upon Order 5 Tl
R +0.005
D So1
(mm)

Cutting Parameters 3 P529
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Und The effective under-neck length
. . NPT Elute  Neck Overall Shank Interference for the various draft angles
Ordering Code Mill  r  Neck : . eck Stock
Length Dia. Length Dia. Angle
Length
05° 1° 15 2° 3°
SPM200-RN4-4-12-0.3-V 12 60 3.70 1243 12.86 1331 1380 1489 @
SPM200-RN4-4-20-0.3-V 20 60 2.44 20.70 21.41 22.18 23.00 - [
0.3
SPM200-RN4-4-30-0.3-V 30 80 1.72 31.04 3211 33.26 - - [
SPM200-RN4-4-40-0.3-V 40 80 1.32 4138 4281 - - - O
4 32 386
SPM200-RN4-4-12-0.5-V 12 60 3.75 1243 12.84 1329 1377 1484 @
SPM200-RN4-4-20-0.5-V 20 60 247 20.70 21.40 22.15 22.97 - [ J
0.5
SPM200-RN4-4-30-0.5-V 30 80 1.73 31.03 3210 3324 - - O
SPM200-RN4-4-40-0.5-V 40 80 1.33 4137 42.79 = = = O
SPM200-RN4-5-20-0.1-V 20 70 1.32 20.70 21.42 - - - [ J
0.1
SPM200-RN4-5-40-0.1-V 40 90 0.69 41.38 = = = = O
SPM200-RN4-5-20-0.2-V 20 70 1.32 20.70 21.41 - - - [ J
0.2
SPM200-RN4-5-40-0.2-V 40 90 0.69 41.37 = = = = O
6 4
SPM200-RN4-5-20-0.3-V 20 70 1.33 20.69 2141 - - - [ ]
5 0.3 4 4.85
SPM200-RN4-5-40-0.3-V 40 90 0.69 41.37 = = o 5 O
SPM200-RN4-5-20-0.5-V 0 20 70 1.34 20.69 21.39 - - - [ ]
5
SPM200-RN4-5-40-0.5-V 40 90 0.70 41.36 - - - - O
SPM200-RN4-5-20-1-V 20 70 1.38 20.67 21.36 - - - [
1
SPM200-RN4-5-40-1-V 40 90 0.71 41.34 - - - - O
SPM200-RN4-6-30-0.2-V 30 80 - - - - - - [
SPM200-RN4-6-54-0.2-V 0.2 54 100 - - - - - - O
SPM200-RN4-6-72-0.2-V 72 120 - - - - - - @)
6 48 | 585
SPM200-RN4-6-30-0.3-V 30 80 - - - - - - [
SPM200-RN4-6-54-0.3-V 0.3 54 100 - - - - - - O
SPM200-RN4-6-72-0.3-V 72 120 S S = o o o O
@ Stock O Available upon Order = Tl
R +0.005
0
D -0.01

(mm)

Cutting Parameters % P529
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The effective under-neck length

Under .
Ordering Code Ml r Neck Flute Ngck Overall Shgnk Neck Interference for the various draft angles Stock
Length Dia. Length Dia. Angle
Length
05 | 1° |15 | 2 3°
SPM200-RN4-6-30-0.5-V 30 80 - - - - - - [ )
SPM200-RN4-6-54-0.5-V 0.5 54 100 - - - S - - O
SPM200-RN4-6-72-0.5-V 2 120 - - - - - - O
6 4.8 5.85 6 4
SPM200-RN4-6-30-1-V 30 80 - - - S - - [ )
SPM200-RN4-6-54-1-V 1 54 100 - - - - - - O
SPM200-RN4-6-72-1-V 2 120 - - - = o a O
@ Stock O Available upon Order R Tol
R +0.005
0
o -0.01
(mm)

Cutting Parameters % P529
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' Under The effective.under—neck length
Ordering Code II;/IILLI R Neck LFelr:J;eh l\é)elgk &/s;rl]l Sgiaaer Neck Inte/:;egr;nce for the various draft angles Stock
Length 0.5° 1° 1.5° 2° 3°

SPM200-BN2-0.1-0.2-V 0.2 14.66 02 021 022 024 026 O
SPM200-BN2-0.1-0.3-V 01 005 03 | 008 008 50 4 1 14.48 031 033 034 036 039 @
SPM200-BN2-0.1-0.5-V 0.5 14.12 052 055 057 059 064 O
SPM200-BN2-0.2-0.5-V 0.5 1421 051 053 055 057 061 [
SPM200-BN2-0.2-0.75-V 0.75 13.77 078 08 083 086 092 [ ]
SPM200-BN2-0.2-1-V 1 13.36 1.04 107 111 115 123 [
SPM200-BN2-0.2-1.25-V 1.25 12.97 13 134 139 143 154 @

02 01 0.16  0.17 50 4 1
SPM200-BN2-0.2-1.5-V 15 12.6 156 161 166 172 185 [
SPM200-BN2-0.2-2-V 2 11.92 207 214 222 23 248 [
SPM200-BN2-0.2-2.5-V 2.5 1131 259 268 277 287 31 [
SPM200-BN2-0.2-3-V 3 10.76 311 321 333 345 372 [
SPM200-BN2-0.3-0.5-V 0.5 14.17 052 055 057 06 066 [
SPM200-BN2-0.3-0.75-V 0.75 13.72 079 0.83 087 091 098 O
SPM200-BN2-0.3-1-V 1 133 1.05 111 116 12 129 [ J
SPM200-BN2-0.3-1.25-V 1.25 12.9 132 138 144 15 161 O

03 015 024 027 50 4 2
SPM200-BN2-0.3-1.5-V 1.5 12.53 158 166 172 178 192 O
SPM200-BN2-0.3-2-V 2 11.84 211 22 228 236 254 O
SPM200-BN2-0.3-2.5-V 2.5 1122 263 274 283 293 316 [ J
SPM200-BN2-0.3-3-V 3 10.66 315 327 339 351 378 O
SPM200-BN2-0.4-0.75-V 0.75 13.78 078 082 08 09 097 @
SPM200-BN2-0.4-1-V 1 13.34 105 11 115 119 1.28 [ J
SPM200-BN2-0.4-1.5-V 04 02 15 032 037 50 4 2 12.55 158 165 172 178 19 [ J
SPM200-BN2-0.4-2-V 2 11.84 211 219 227 235 253 [
SPM200-BN2-0.4-2.5-V 25 11.2 263 273 283 293 315 [

@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters % P534

438 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

SPM200-BN2 -

2 Flute with Extended Neck,Ballnose Interference angle 0

The effective
under-neck length

—

Under Neck Length w 2 AICISIN I m .
-
i m Ballnose

See page 149 for guidelines to icons

Draft angle

Neck R

) Continue

The effective under-neck length

) Under ’
Ordering Code M|ll R Neck Flute Ngck Overall Shgnk Neck Interference for the various draft angles Stock
Dia. Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°

SPM200-BN2-0.4-3-V 3 10.63 3.15 327 338 35 377 [ ]
SPM200-BN2-0.4-3.5-V 35 10.12 367 38 394 408 439 @]

04 02 032 037 50 4 2
SPM200-BN2-0.4-4-V 4 9.65 419 434 449 465 501 O
SPM200-BN2-0.4-4.5-V 4.5 9.22 471 487 504 523 563 [ J
SPM200-BN2-0.5-1-V 1 13.39 1.05 109 114 119 127 [ J
SPM200-BN2-0.5-1.5-V 1.5 12.56 158 165 171 177 1.89 O
SPM200-BN2-0.5-2-V 2 11.83 2.1 219 227 234 251 [ J
SPM200-BN2-0.5-2.5-V 2.5 11.18 263 273 282 292 314 O
SPM200-BN2-0.5-3-V 3 10.6 3.15 327 338 349 376 [ J

05 0.25 04 047 50 4 2
SPM200-BN2-0.5-4-V 4 9.6 419 434 448 464 5 O
SPM200-BN2-0.5-5-V 5 8.77 523 541 559 579 624 [ J
SPM200-BN2-0.5-5.5-V 55 8.4 575 594 615 637 6386 [ J
SPM200-BN2-0.5-6-V 6 8.07 6.27 648 6.7 694 749 [ J
SPM200-BN2-0.5-8-V 8 6.96 833 862 892 924 997 O
SPM200-BN2-0.6-1-V 1 13.15 1.07 114 12 127 141 [ J
SPM200-BN2-0.6-2-V 2 1161 215 228 239 25 2.7 [}
SPM200-BN2-0.6-2.5-V 2.5 10.96 268 284 297 3.09 332 O
SPM200-BN2-0.6-3-V 3 10.38 322 339 354 367 39 [ ]
SPM200-BN2-0.6-3.5-V 35 9.86 3.75 394 41 425 457 [ ]

06 03 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 8.57 533 557 577 597 643 [ J
SPM200-BN2-0.6-5.5-V 55 8.22 586 6.11 632 655 7.05 O
SPM200-BN2-0.6-6-V 6 7.89 6.38 664 687 7.12 7.67 [ J

@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters % P534
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Under The effective under-neck length
Gidering Code M.I“ R Neck Flute Ne:*ck Overall Shfank Neck Interference for the various draft angles Stock
Dia. Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°

SPM200-BN2-0.6-7-V 7 73 743 771 798 827 892 O
SPM200-BN2-0.6-8-V 8 6.79 848 878 9.09 942 1016 O
SPM200-BN2-0.6-9-V 06 03 9 048 057 50 4 4 6.35 952 985 102 1057 114 [ J
SPM200-BN2-0.6-10-V 10 5.97 1056 1092 1131 11.72 1265 @
SPM200-BN2-0.6-12-V 12 5.32 12.63 13.06 1352 14.02 1513 @
SPM200-BN2-0.7-2-V 2 116 214 227 239 249 269 [ J
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 7.81 638 664 687 T.11 7.66 [ J
SPM200-BN2-0.7-8-V 8 6.71 847 878 9.09 941 1015 @
SPM200-BN2-0.8-2-V 2 11.64 212 224 235 245 263 [ J
SPM200-BN2-0.8-4-V 4 9.3 425 444 461 477 512 [ ]
SPM200-BN2-0.8-5-V 5 8.45 53 553 572 592 636 O

08 04 0.64 076 50 4 4
SPM200-BN2-0.8-6-V 6 1.74 635 6.6 683 7.07 7.61 [ J
SPM200-BN2-0.8-8-V 8 6.63 844 874 9.04 937 1009 @
SPM200-BN2-0.8-10-V 10 5.8 10.52 10.88 11.26 11.67 1258 O
SPM200-BN2-0.9-2-V 2 11.63 212 223 234 244 262 [ J
SPM200-BN2-0.9-4-V 4 9.24 425 444 46 476 511 [ J

0.9 045 072 086 50 4 4
SPM200-BN2-0.9-6-V 6 7.66 635 66 682 7.06 76 [ J
SPM200-BN2-0.9-8-V 8 6.54 844 874 9.04 936 1008 @
SPM200-BN2-1-2-V 2 11.62 212 223 233 243 261 [ J
SPM200-BN2-1-3-V 3 10.25 318 334 348 36 385 [ J
SPM200-BN2-1-4-V 1 0.5 4 08 096 50 4 4 9.17 424 443 46 475 51 [}
SPM200-BN2-1-5-V 5 8.29 53 552 571 59 634 O
SPM200-BN2-1-6-V 6 7.57 635 659 681 7.05 758 [}

@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters % P534
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Draft angle

) Continue

The effective under-neck length

. Under 7
Ordering Code MAI“ R Neck Flute Ngck Overall Shgnk Neck Interference for the various draft angles Stock
Dia. Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°
SPM200-BN2-1-7-V 7 50 6.96 739 766 792 82 883 @
SPM200-BN2-1-8-V 8 50 6.44 844 873 9.03 935 1007 @
SPM200-BN2-1-9-V 9 50 5.99 948 9.8 1014 105 1131 O
SPM200-BN2-1-10-V 10 50 5.6 10.52 10.87 1125 1165 1256 O
SPM200-BN2-1-12-V 12 55 4.96 1259 13.01 1346 1395 1504 @
1 0.5 08 096 4 4
SPM200-BN2-1-13-V 13 55 4.69 13.62 1408 1457 151 1629 @
SPM200-BN2-1-14-V 14 55 4.45 1466 1515 1568 1625 1753 @
SPM200-BN2-1-16-V 16 55 4.03 16.73 1729 179 1855 2001 @
SPM200-BN2-1-18-V 18 60 3.69 18.79 1943 20.11 2085 225 O
SPM200-BN2-1-20-V 20 60 3.4 20.86 21.57 2233 2315 2499 @
SPM200-BN2-1.1-2-V 2 11.61 211 222 232 242 26 [
SPM200-BN2-1.1-4-V 4 9.09 424 443 459 474 508 @
SPM200-BN2-1.1-6-V 1.1  0.55 6 0.88 1.06 50 4 4 .47 6.34 659 681 7.04 757 @
SPM200-BN2-1.1-8-V 8 6.34 843 873 9.03 934 1006 @
SPM200-BN2-1.1-10-V 10 55 1051 10.87 11.24 1164 1254 O
SPM200-BN2-1.2-4-V 4 50 9.05 422 44 455 47 504 [ J
SPM200-BN2-1.2-8-V 8 50 6.25 841 87 899 93 1001 O
12 06 096 115 4 4
SPM200-BN2-1.2-10-V 10 50 541 1049 10.84 1121 116 125 [ J
SPM200-BN2-1.2-12-V 12 55 4.77 1256 1297 1342 139 1498 O
SPM200-BN2-1.4-8-V 8 50 6.04 838 866 895 926 99 @
SPM200-BN2-1.4-12-V 14 07 12 112 | 1.34 55 4 4 4.56 1253 1294 1338 1386 1493 @
SPM200-BN2-1.4-16-V 16 55 3.67 16.66 1722 17.82 1846 199 [ J
SPM200-BN2-1.5-4-V 4 8.82 42 436 451 465 497 [ J
15 0.75 12 144 50 4 4
SPM200-BN2-1.5-6-V 6 7.08 629 652 673 695 746 @
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters % P534
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. Under The ef‘fective_under—neck length
o |I;A|Ia“ R Neck LI;lrt]J;?h l\;’;k (L)g/sgrl]l ngarﬁk Neck Inti;egrleence for the various draft angles Stock
Length
05 | 1° |15 | 2° 3°
SPM200-BN2-1.5-8-V 8 50 592 838 866 895 925 994 [
SPM200-BN2-1.5-10-V 10 50 5.08 1046 108 11.16 1155 1243 @
SPM200-BN2-1.5-12-V 12 55 4.45 1253 1294 1338 1385 1492 O
SPM200-BN2-1.5-14-V 1.5 075 14 12 | 144 55 4 4 3.96 146 15.08 156 1615 174 [ J
SPM200-BN2-1.5-16-V 16 55 3.57 1666 1722 17.81 1845 1989 @
SPM200-BN2-1.5-18-V 18 60 3.25 18.73 19.36 20.03 20.75 2238 @
SPM200-BN2-1.5-20-V 20 60 2.98 20.8 215 2225 23.05 - [ ]
SPM200-BN2-1.6-8-V 8 50 5.8 838 866 894 925 993 O
SPM200-BN2-1.6-12-V 12 55 4.34 1253 1294 1337 1385 149 [ ]
16 08 128 1.54 4 4
SPM200-BN2-1.6-16-V 16 55 3.47 16.66 1721 17.81 1844 19838 @
SPM200-BN2-1.6-20-V 20 60 2.89 20.8 21.49 2224 23.04 - [ ]
SPM200-BN2-1.8-8-V 8 50 5.55 836 863 891 921 988 [ ]
SPM200-BN2-1.8-12-V 12 55 411 125 1291 1334 1381 1485 @
1.8 09 144 173 4 4
SPM200-BN2-1.8-16-V 16 55 3.26 16.64 17.19 17.77 1841 1983 @
SPM200-BN2-1.8-20-V 20 60 2.7 20.77 2146 2221 23.01 - [ ]
SPM200-BN2-2-3-V 3 50 9.72 311 322 332 342 362 [ J
SPM200-BN2-2-4-V 4 50 8.32 416 431 444 457 486 [
SPM200-BN2-2-6-V 6 50 6.46 626 646 6.66 687 735 [ J
SPM200-BN2-2-8-V 8 50 527 834 86 888 917 984 [
SPM200-BN2-2-10-V 2 1 10 16 192 50 4 4 4.46 1041 10.74 11.09 1147 1232 @
SPM200-BN2-2-12-V 12 55 3.86 1248 12.88 1331 13.77 1481 O
SPM200-BN2-2-13-V 13 55 3.62 1351 1395 1442 1492 1605 @
SPM200-BN2-2-14-V 14 55 34 1455 15.02 1553 16.07 1729 @
SPM200-BN2-2-16-V 16 55 3.04 1662 17.16 17.74 1837 1978 @
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters % P534
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SPM200-BN2 -

2 Flute with Extended Neck,Ballnose

Interference angle 0

The effective
under-neck length

—

Under Neck Length w 2 AICISIN I m .
-
i m Ballnose

See page 149 for guidelines to icons

Draft angle

Neck R

) Continue

The effective under-neck length

ouerngcode | M| R | ‘age | FUte Nedk Overl shank o Irernceforthevarousdatangles | g
Length 0.5° 1° 15° 2° 3°
SPM200-BN2-2-18-V 18 60 2.75 1868 193 19.96 20.67 - [ ]
SPM200-BN2-2-20-V 20 60 2.51 20.75 21.44 22.18 22.97 = [ ]
SPM200-BN2-2-22-V 22 60 231 22.82 2358 2439 2527 - [ ]
SPM200-BN2-2-25-V 2 1 25 16 192 65 4 4 2.06 25.92 2679 27.712 2872 = ([ ]
SPM200-BN2-2-30-V 30 70 175 31.09 32.14 33.26 - - ([ ]
SPM200-BN2-2-35-V 35 75 152 36.26 37.48 388 = = [ ]
SPM200-BN2-2-40-V 40 80 1.34 4142 42.83 - - - @)
SPM200-BN2-2.5-6-V 6 50 5.62 6.22 641 6.6 6.8 7.25 [ ]
SPM200-BN2-2.5-10-V 10 50 3.69 10.37 10.69 11.03 114 1223 @
SPM200-BN2-2.5-15-V 15 55 2.59 1554 16.04 16.58 17.15 - [ ]
25 125 2 2.4 4 4
SPM200-BN2-2.5-20-V 20 60 1.99 20.71 21.39 22.12 - - [ ]
SPM200-BN2-2.5-25-V 25 65 1.62 25.88 26.74 27.66 = = [ ]
SPM200-BN2-2.5-30-V 30 70 1.36 31.05 32.09 - - - [ ]
SPM200-BN2-3-8-V 8 55 7.04 827 851 877 904 965 ([ ]
SPM200-BN2-3-10-V 10 55 6.05 10.34 10.65 1098 1134 1214 @
SPM200-BN2-3-13-V 13 60 5 1344 13.86 1431 1479 1587 O
SPM200-BN2-3-16-V 16 60 4.26 1655 17.07 17.63 1824 196 @
3 1.5 24 288 6 4
SPM200-BN2-3-20-V 20 65 3.56 20.68 2135 22.07 22.84 2457 @
SPM200-BN2-3-25-V 25 70 2.95 2585 26.7 27.61 2859 - [ ]
SPM200-BN2-3-30-V 30 75 2.52 31.02 32.05 3315 3434 ° O
SPM200-BN2-3-35-V 35 80 2.2 36.19 37.39 38.69 40.08 - [ ]
SPM200-BN2-3.5-15-V 15 60 3.99 1549 1596 1648 17.03 1827 @
SPM200-BN2-3.5-25-V 35 175 25 28 336 10 6 4 2.56 25.82 26.66 27.56 2853 - ([ ]
SPM200-BN2-3.5-35-V 35 80 1.89 36.16 37.36 38.64 = = ([ ]
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters % P534
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SPM200-BN2

2 Flute with Extended Neck,Ballnose

d2
=

/ .
B It R S e n = ﬁ_ﬂ
Lc .

L1
L
i Helix |l Ballnose
See page 149 for guidelines to icons
) Continue
Under The effective under-neck length
Ordering Code M|ll R Neck Flute Ngck Overall Shgnk Neck Interference for the various draft angles Stock
Dia. Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°

SPM200-BN2-3.5-45-V 35 175 45 28 336 90 6 4 1.5 46.5 48.05 - - - O
SPM200-BN2-4-10-V 10 55 4.86 1031 106 1091 1124 1199 O
SPM200-BN2-4-13-V 13 60 3.88 1341 13.81 1423 1469 1572 @
SPM200-BN2-4-16-V 16 60 3.23 16.51 17.02 1756 18.14 1945 @
SPM200-BN2-4-20-V 20 65 2.63 20.65 213 21.99 22.74 - O
SPM200-BN2-4-25-V 25 70 2.14 25.81 26.64 27.53 28.49 - [ J

4 2 32 386 6 4
SPM200-BN2-4-30-V 30 75 181 3098 3199 3308 - - (@]
SPM200-BN2-4-35-V 35 80 1.56 36.15 37.34 38.62 - - [ J
SPM200-BN2-4-40-V 40 80 1.38 4132 42.69 - - - [ J
SPM200-BN2-4-45-V 45 90 1.23 46.49 48.04 - - - [ J
SPM200-BN2-4-50-V 50 100 1.11 51.66 53.39 - - - [ J
SPM200-BN2-5-20-V 20 65 1.48 20.62 21.25 - - - O
SPM200-BN2-5-25-V 25 70 1.18 25.79 266 - - - [ J

5 2.5 4 4.85 6 4
SPM200-BN2-5-30-V 30 75 0.98 30.96 - - - - O
SPM200-BN2-5-40-V 40 80 0.73 41.29 - - - - [}
SPM200-BN2-6-12-V 12 60 - - - - - - [}
SPM200-BN2-6-20-V 20 65 - - - - - - O

6 3 6 5.85 6 -
SPM200-BN2-6-30-V 30 75 - - - - - - [}
SPM200-BN2-6-50-V 50 100 - - - - - - O

@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters % P534
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SAM200-SN2 tm=n

2 Flute with Extended Neck,Square

Neck R
N
. =l
—
o I oY= === #
Ll Lc
L
See page 149 for guidelines to icons
| Undlar | ) lshank p The effective under-neck length
) Mi Flute = Neck Overall Shan Interference for the various draft angles
G e Dia. L,:r?gth Length Dia. Length Dia. el Angle Sitaes
0.5° 1° 1.5° 2° 3°
SAM200-SN2-0.2-1-H 0.2 1 0.3 0.17 50 4 1 13.19 1.05 1.09 113 1.17 1.26 [
SAM200-SN2-0.3-1.5-H 0.3 1.5 0.45 0.27 50 4 2 1231 1.59 1.67 1.74 181 1.96 [ J
SAM200-SN2-0.4-2-H 0.4 2 0.6 0.37 50 4 2 11.57 2.12 222 2.30 2.39 2.58 [
SAM200-SN2-0.5-2-H 2 11.49 2.12 222 2.30 2.39 2.58 [ J
SAM200-SN2-0.5-4-H 4 9.37 421 4.36 4.52 4.69 5.07 [ J
0.5 0.75 0.47 50 4 2
SAM200-SN2-0.5-6-H 6 7.90 6.28 6.50 6.73 6.99 7.55 O
SAM200-SN2-0.5-8-H 8 6.83 835 8.64 8.95 9.28 10.04 O
SAM200-SN2-0.6-2-H 2 11.21 2.17 2.32 2.45 2.56 2.78 [
SAM200-SN2-0.6-4-H 4 9.13 4.30 4.52 4.70 4.87 527 [ ]
0.6 0.9 0.57 50 4 4
SAM200-SN2-0.6-6-H 6 7.70 6.40 6.67 6.91 7.17 1.75 O
SAM200-SN2-0.6-8-H 8 6.65 8.49 8.81 9.13 9.47 10.24 O
SAM200-SN2-0.8-4-H 4 8.94 4.28 4.48 4.66 4.83 522 [ J
SAM200-SN2-0.8-6-H 6 7.49 6.37 6.63 6.87 7.13 771 (@)
0.8 1.2 0.76 50 4 4
SAM200-SN2-0.8-8-H 8 6.44 8.46 8.77 9.09 9.43 10.20 [ J
SAM200-SN2-0.8-10-H 10 5.65 10.54 1091 1131 11.73 1268 O
SAM200-SN2-1-4-H 4 50 8.70 4.28 4.48 4.66 4.83 522 [ J
SAM200-SN2-1-6-H 6 50 124 6.37 6.63 6.87 713 771 O
SAM200-SN2-1-8-H 8 50 6.20 8.46 8.77 9.09 9.43 10.20 [
1 1.5 0.96 4 4
SAM200-SN2-1-10-H 10 50 5.42 10.54 1091 1131 11.73 1268 O
SAM200-SN2-1-12-H 12 55 4.82 1261 13.05 1352 1403 1517 [
SAM200-SN2-1-14-H 14 55 433 1468 1519 1574 1633 17.65 O
SAM200-SN2-1.5-6-H 6 50 6.59 6.33 6.58 6.82 7.07 7.64 [
SAM200-SN2-1.5-8-H 1.5 8 225 1.44 50 4 4 5.57 8.41 8.72 9.03 9.37 10.13 [
SAM200-SN2-1.5-12-H 12 55 4.25 1256 13.00 1347 1397 1510 O
@ Stock O Available upon Order R Tol

Cutting Parameters % P545
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SAM200-SN2 rm —

2 Flute with Extended Neck,Square Interference angle 0

The effective Draft arfgle
under-neck length .

pr——

Under Neck Length RN @) [ incesin E _
I ns [ o]

See page 149 for guidelines to icons

) Continue
Undar The effective under-neck length
: Mill Flute  Neck Overall Shank Interference for the various draft angles
ideting Lack Dia. L,:r?;th Length Dia. Length Dia. e Angle slimek
0.5° 1° 1.5° 2° 3°

SAM200-SN2-1.5-16-H 16 55 3.44 1669 1727 1790 1857  20.08 O
15 225 144 4 4

SAM200-SN2-1.5-18-H 18 60 3.14 1876 1941 2012 20.87 22.56 O

SAM200-SN2-2-6-H 6 50 5.80 6.30 6.54 6.77 7.03 7.60 [

SAM200-SN2-2-8-H 8 50 4.83 8.38 8.68 8.99 9.33 10.08 [

SAM200-SN2-2-10-H 10 50 413 1045 1082 1121 11.63 1257 [

SAM200-SN2-2-12-H 2 12 3 192 55 4 4 3.61 1252 1296 1342 1393 15.06 [

SAM200-SN2-2-14-H 14 55 321 1459 15.09 1564 1623 1754 O

SAM200-SN2-2-16-H 16 55 2.88 1665 1723 17.86 1853 = O

SAM200-SN2-2-24-H 24 65 2.06 2492 2579 26,72 271.72 - O

SAM200-SN2-2.5-10-H 10 55 3.33 1042 10.78 11.17 1159 1253 [ J
2.5 375 24 4 4

SAM200-SN2-2.5-20-H 20 60 1.88 2076 21.48  22.26 - - O

SAM200-SN2-3-10-H 10 50 547 1040 10.76 1115 1157 1251 [ ]

SAM200-SN2-3-12-H 12 60 4.86 1247 1290 1337 1387 1499 [

SAM200-SN2-3-20-H 3 20 4.5 2.88 65 6 4 3.35 20.74 2146 2223 23.07 2494 [

SAM200-SN2-3-24-H 24 70 2.90 2487 2574  26.67  27.67 - O

SAM200-SN2-3-36-H 36 75 2.06 3727 3857 3997 41.46 = @)

SAM200-SN2-4-16-H 16 60 2.89 16.58 17.16 17.78 1845 - [

SAM200-SN2-4-25-H 25 70 199 2589 2679  27.76 = = O
4 6 3.86 6 4

SAM200-SN2-4-32-H 32 80 1.60 3312 3428 3551 - - [

SAM200-SN2-4-48-H 48 100 111 49.66  51.39 = = = O

SAM200-SN2-5-16-H 16 70 1.60 1658 1715 17.77 - - [
5 75 | 485 6 4

SAM200-SN2-5-25-H 25 70 1.06 25.88 26.78 = = = [

SAM200-SN2-6-20-H 20 70 - - - - - - [
6 9 5.85 6 4

SAM200-SN2-6-30-H 30 80 = = = = = = [

@ Stock O Available upon Order R Tol

Cutting Parameters % P545
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SAM200-BN2 z=n

2 Flute with Extended Neck,Ballnose

Neck R o
%{ a= R
o f— — - - -—F—F oA e —————
! e L ee—
L1
L
h5 ! ] m Ballnose
See page 149 for guidelines to icons
) Continue
Undkr The effective under-neck length
g Mill Flute Neck OverallShank Interference for the various draft angles
QigeingiCods Dia. N th\elr?gh Length Dia. Length Dia. e Angle Sl

0.5° 1° 1.5° 2° 3°

016 017 50 4 1 13.35 104 108 111 115 124
11.83 211 220 228 236 253

10.63 316 328 339 351 377

9.64 420 434 449 466 502

8.83 524 541 560 581 6.26

SAM200-BN2-0.5-2-H 11.83 211 220 2271 235 252
SAM200-BN2-0.5-4-H 0.5 025 04 047 50 4 2 9.59 420 434 449 465 5.00

SAM200-BN2-0.2-1-H 02 01 1
2
3
4
5
2
4

SAM200-BN2-0.5-6-H 6 8.06 627 648 671 695 749
2
4
6
8
4
6
8

SAM200-BN2-0.4-2-H
SAM200-BN2-0.4-3-H
SAM200-BN2-0.4-4-H
SAM200-BN2-0.4-5-H

04 02 032 037 50 4 2

SAM200-BN2-0.6-2-H 11.60 215 228 240 251 271
SAM200-BN2-0.6-4-H 9.39 428 449 466 483 519
SAM200-BN2-0.6-6-H 7.88 639 665 688 713 7.68
SAM200-BN2-0.6-8-H 6.79 848 879 910 943 10.17
SAM200-BN2-0.8-4-H 9.30 425 445 461 477 513
SAM200-BN2-0.8-6-H 1.74 636 661 683 7.07 761

06 03 0.48 057 50 4 4

OO0 0000 ee e ee OCee O Ceoeo

SAM200-BN2-0.8-8-H 08| 04 0641076 ) 50 1 4 14 663 845 875 905 937 10.10
SAM200-BN2-0.8-10-H 10 579 1053 10.88 1126 1167 1258
SAM200-BN2-1-4-H 4 50 916 425 444 460 476 510
SAM200-BN2-1-6-H 6 50 944 635 660 682 706 759
SAM200-BN2-1-8-H 1 05 8 08 09 50 4 4 643 844 874 904 936 10.07
SAM200-BN2-1-10-H 10 50 560 1052 10.88 1125 1166 1256
SAM200-BN2-1-12-H 12 55 496 1259 1302 1347 1396 15.05
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

(mm)

Cutting Parameters 3 P547
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SAM200-BN2 r=m —

2 Flute with Extended Neck,Ballnose Interference angle 0

The effective Draft angle
under-neck length .

Under Neck Length [2] TIACISIN '
- (i Helix Ballnose

See page 149 for guidelines to icons

) Continue
) Under The effective under-neck length
Ordering Code |IS/Iigl R L’:ﬁgfh Lzlr%(teh ND?;.k CLZ?;E SBiaaer Necklnte/{i}ggrleence for the various draft angles Stock
050 | 10 | 15 | 2 3°
SAM200-BN2-1.5-6-H 6 50 708 630 653 673 696 7146 @
SAM200-BN2-1.5-8-H 8 50 592 838 867 895 926 995 @
SAM200-BN2-1.5-10-H 10 50 508 1046 1080 11.17 1156 1244 @
SAM200-BN2-1.5-12-H Lo |07 12 2|14 55 e 445 1253 1294 1338 1386 1492 @
SAM200-BN2-1.5-16-H 16 55 356 1667 1722 1782 1846 1989 O
SAM200-BN2-1.5-18-H 18 60 324 1874 1936 2003 2076 2238 O
SAM200-BN2-2-6-H 6 50 645 626 647 667 68 7135 @
SAM200-BN2-2-8-H 8 50 527 834 861 888 918 984 @
SAM200-BN2-2-10-H 10 50 445 1042 1075 1110 1148 1233 @
SAM200-BN2-2-12-H 2 1 12 16 192 55 4 4 385 1249 1289 1332 1378 1481 O
SAM200-BN2-2-16-H 16 55 304 1662 17.16 17.75 1838 1979 @
SAM200-BN2-2-20-H 20 60 251 2076 2144 2218 22.98 O
SAM200-BN2-2-24-H 24 70 213 2489 2572 2661 27.58 O
SAM200-BN2-3-8-H 8 55 703 828 852 877 904 966 @
SAM200-BN2-3-10-H 10 60 605 1035 1066 1099 1134 1214 @
SAM200-BN2-3-12-H 12 60 530 1242 1280 1320 1364 1463 @
SAM200-BN2-3-16-H 16 60 426 1655 17.07 1764 1824 1960 @
SAM200-BN2-3-20-H e 20 24 1288 65 ¢ 355 2069 2135 2207 2284 2457 O
SAM200-BN2-3-25-H 25 70 294 2585 2670 2761 2859 - ()
SAM200-BN2-3-30-H 30 75 251 3102 3205 3315 3434 - O
SAM200-BN2-3-36-H 36 80 214 3722 3847 3980 4124 - O
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

(mm)

Cutting Parameters 3% P547
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SAM200-BN2 z=n

2 Flute with Extended Neck,Ballnose

Neck R
%{ % R
o — — — - - } F—Kr e
L1
L
=lo[-1] Uui[m
h5 Ballnose
See page 149 for guidelines to icons
) Continue
| Uiindler l y llshank f Thfe ef‘fﬁctive undzr—nffck lelngth
G Mi Flute Neck Overall Shan Interference or the various draft angles
Undlering decke Dia X LNeck Length Dia. Length Dia. Izl Angle siieek
ength
0.5° 1° 1.5° 2° 3°
SAM200-BN2-4-10-H 10 55 4.85 1031 1060 1091 1125 1200 @
SAM200-BN2-4-12-H 12 60 4.15 1238 1274 1313 1355 1448 @
SAM200-BN2-4-16-H 16 60 3.22 1652 17.02 1756 1815 1946 @
SAM200-BN2-4-20-H 20 65 2.63 2065 2130 22.00 2275 = ]
4 2 32 386 6 4
SAM200-BN2-4-25-H 25 70 2.14 2582 26.65 2754 2850 - o
SAM200-BN2-4-32-H 32 75 1.70 33.05 3414 3530 = = O
SAM200-BN2-4-35-H 35 80 1.56 36.16 3735 38.62 - - O
SAM200-BN2-4-48-H 48 90 1.15 49.59 51.25 = = = O
SAM200-BN2-5-16-H 16 65 1.86 1649 16.98 17.50 - - [
SAM200-BN2-5-20-H 20 70 1.48 20.63 21.26 = = = [
5 25 4 485 6 4
SAM200-BN2-5-25-H 25 75 1.17 2579  26.61 - - - (]
SAM200-BN2-5-40-H 40 80 0.73 41.30 = = = = O
SAM200-BN2-6-12-H 12 60 - - - - - - [ ]
SAM200-BN2-6-20-H 20 65 = = = = = [ J
6 3 48 585 6 -
SAM200-BN2-6-30-H 30 75 - - - - - - O
SAM200-BN2-6-50-H 50 100 = = = = = = @)
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters 3 P547
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Case Study

UP210 Stamp die Machining

Model UP210-SL4-12045

Spec D12*45*100*d12
Workpiece H13 (45HRC)

Cutting Speed 2600RPM(100m/min)

Feed Rate 1600mm/min (0.15mm/z)
Cutting Method Side Milling

Cutting Depth ap=30mm, ae=0.05~0.2mm

Cooling Method

Model

Spec

Workpiece

Cutting Speed

Feed Rate

Cutting Method

Cutting Depth

Cooling Method

Air Cooling

SP210 Type Block Contour Finishing

SP210-54-10025

D10*25*75*d10

Q235A(HB200)

5100RPM(160m/min)

1600mm/min (0.078mm/z)

Contour Finishing

ap=5-12mm,ae=0.15mm

Emulsion

Solid Carbide Endmills | MILLING TOOLS

Workpiece Profiling

GESAC
Wear Condition after Cutting 1.5H

Cutting Length (m)

Efficiency: +1679
Tool Life: +283%
A
GESAC
0 50 100 150 200 250

Tool life
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Case Study

UPR210 Magnechuck machining

Model UPR210-S4-10025
Spec D10*C0.3*25*75*d10
Workpiece 45#(180HB)
Cutting Speed 172.7m/min (5500rpm)
Quantity(pcs)
Feed Rate 600mm/min (0.027mm/z)
. ) - A
Cutting Method Side Milling
GESAC

Cutting Depth

Cooling Method

ap=6mm,ae=10mm

Emulsion

UPR300 Output Shaft side milling

Model UPR300-54-10025
Spec D10*C0.3*25*75*d10
Workpiece SCM440 (30HRC)

Cutting Speed

Feed Rate

Cutting Method

Cutting Depth

Cooling Method

452 __ GESAC

477Trpm (150m/min)

0.012mm/z (238mm/min)

Side Milling

ap=20mm,ae=5mm

Emulsion

5 10
Workpiece Quantity

Quantity(pcs)

80

90 100
Workpiece Quantity

110

15
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Case Study

US300 Cellphone Charge Jack machining

Model US300-S4-01503
Spec D1.5*3*50*d4
Workpiece SUS316L (HB150-200) .“'-I
Machining zone marked as Red -',J
Cutting Speed 8000rpm (37.68m/min)
Quantity(pcs)
Plunge Milling 20mm/min
Feed Rate Side Milling 200mm/min
Cutting Method Plunge milling, Side milling

Cutting Depth

Cooling Method

ap=2.6 mm, ae=0.32 mm

Oil Cooling

SA100 Cellphone cavity milling

0 2000

4000 6000

Workpiece Quantity

f
8000

Model SA100-S3-06012
Spec D6*12*50*d6
Workpiece AL6063

Machining zone marked as Red
Cutting Speed 16000RPM(301.44m/min) Quantity(pcs)
Feed Rate 0.083mm/z(4000mm/min)
Cutting Method Face milling
Cutting Depth ap=0.8mm, ae=4.8mm

0 500 1000 1500 2000

Cooling Method Emuslion Workpiece Quantity
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SG200 Graphite Electrode Machining

Model

Spec

Workpiece

Cutting Speed

Feed Rate

Cutting Method

Cutting Depth

Cooling Method

SG200-RN4-10005

D10*R0.5*15*45*100*d10

Graphite

9000RPM(280m/min)

4000mm/min (0.11mm/z)

Side Milling

ap=0.15mm, ae=0.25mm

Air Cooling

SG200 Graphite Mold Machining

Model

Spec

Workpiece

Cutting Speed

Feed Rate

Cutting Method

Cutting Depth

Cooling Method

454 __ GESAC

SG200-M-BN2

Terrace Die: R0.75*5*10*50*d4

HK-75

15000 RPM

3500mm/min

Profile Milling

ap=0.05mm, ae=0.03mm

Dry, Dust extraction

GESAC

Processing time
(min)

200

400 600 800

Tool life

Surface quality

17

15 /

13 /

11

0.9 WZ‘

o7 50min 150min 200min

GESAC 0.742 0.976 1.235

—h— A 0.833 1.113 1.487
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Case Study

SH260-H Automobile die machining QEM

Model SH260-B2-10-15-H

Spec R5*15*75*d10

Workpiece NAK80 (48-52HRC)

Cutting Speed 4000RPM (126.6m/min)

Feed Rate 2000mm/min (0.25mm/z) Processing time(min)
Cutting Method Profile Milling

Cutting Depth ap=0.Imm

Cooling Method Air Cooling

SH300-H Male die of automobile

Model SH300-BH2-06009E-H
Spec R3*9*75*d6
Workpiece SKD11 (62HRC)

Cutting Speed

10000RPM (188.4m/min)

Feed Rate 1200mm/min (0.06mm/z) after 9 hours continually profile milling
Unit: um
Roughness: Ra
Cutting Method Profile Milling !
0.8
Cutting Depth =0.03 =0.05 Ny M Spot®
utting Dep ap=0.03mm, ae=0.05mm 04 Spot®
0.2 B Spot®
Cooling Method Oil Cooling A GESAC
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FH200-H:SKD11 Rough Machining

Model

Spec

Workpiece

Cutting Speed

Feed Rate

Cutting Method

Cutting Depth

Cooling Method

FH200-R6-12008-H

D12*R0.75*10*36"100*d12*D11.5

SKD11(60HRC)

1592RPM(60m/min)

1911mm/min (0.2mm/z)

Face Milling

ap=0.25mm, ae=6mm

Air Cooling

4

Machining Process Chip Form

GESAC A

SPM200 High Precision Copper-Tungsten Electrode Mold Finishing Machining

Model

Type

Spec
Workpiece
Machine

Tool Holder
Cutting Speed
Feed Rate
Cutting Method
Cutting Depth

Cooling Method

Workpiece

456 _ GESAC

SPM200-BN2-0.6-4-V

2 Flute, Extended Neck,Ballnose, Coating
R0.3*0.48*4*50*d4*D0.57
Copper-Tungsten(25~30HRC)
Germany Karn (KARN-771)

HSK—E25 Heat Shrinkable Tool Holder
30000RPM(56m/min)

500mm/min

Profile Milling, Finishing

ap=0.0Imm, ae=0.02mm

Oil Mis

Angles Tol.: £ 15,
Surface Roughness: Ra<<0.1um

—)

Cutting Tool

Workpiece

&)
T

Enlarged view of zone A

(—

Size of Workpiece

Processing time(min)
‘ +29.4%
A
GESAC 00

0 300 600 900 1200

Tool life




Recommended Cutting Data

UP210- SS2/S2/SL2 /SH2/R2/RH2
Side Milling : For Steel, Cast Iron

Cutting Depth Ve

Workpiece i) —
<
Carbon Steel, Alloy ap<1.5D 180
E (<35HRQ) 20<0.15D
<
Alloy Steel aps1D 130
(35-48HRC) 20<0.12D
ap<1.5D
M Stainless Steel 130
ae<0.15D
Gray Cast Iron ap<1.5D
Nodular Cast Iron 160
(<32HRC) ae<0.15D
<
m High Alloy Cast Iron aps1D 140
(35-45HRC) 2e<0.12D

UP210-S3
Side Milling : For Steel, Cast Iron

Cutting Depth Ve

Workpiece i) My
<
Carbon Steel,Alloy ap<1.5D 180
E (<35HRC) 26<0.15D
<
Alloy Steel ap<1D 130
(35-48HRC) 26<0.12D
ap<1.5D
M Stainless Steel 130
2e<0.15D
Gray Cast Iron ap<1.5D
Nodular Cast Iron 160
m (<32HRC) 2e<0.15D
<
High Alloy Cast Iron ap<1D 140
(35-45HRC) 26<0.12D

1. Use machine and holder with high rigidity .

Tool Diameter
(mm)

Vf

Vi

Vf)

Vi

%

Tool Diameter
(mm)

Vf

Vf

Vf)

Vf

Vf

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.

19110

1070

13800

610

13800

690

16990

850

14860

650

19110

1610

13800

910

13800

1040

16990

1270

14860

980

Solid Carbide Endmills

14330

1030

10350

580

10350

660

12740

820

11150

670

14330

1550

10350

870

10350

990

12740

1220

11150

1000

9550
920
6900
550
6900
590
8490
820
7430

670

9550
1380
6900
830
6900
890
8490
1220
7430

1000

7170

930

5180

620

5180

650

6370

750

5570

620

7170

1400

5180

930

5180

980

6370

1130

5570

940

10

5730

920

4140

560

4140

610

5100

700

4460

580

10

5730

1380

4140

850

4140

920

5100

1060

4460

870

| MILLING TOOLS

12

4780

860

3450

500

3450

590

4250

680

3720

560

12

4780

1290

3450

760

3450

880

4250

1020

3720

840

16

3580

860

2590

410

2590

490

3190

610

2790

500

16

3580

1290

2590

620

2590

740

3190

910

2790

750
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2070
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560
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

UP210- SS4/S4/SC4/S4A/SL4 /SHA/RA/RAA/RHA
Side Milling : For Steel, Cast Iron

Workpiece

Carbon Steel,Alloy
(<35HRC)

n Alloy Steel

(35-48HRC)

M Stainless Steel

Gray Cast Iron
Nodular Cast Iron

m (<32HRQ)

High Alloy Cast Iron
(35-45HRC)

UP210- S6

Cutting Depth
(mm)

ap<1.5D
ae<0.15D
ap<1D
2e<0.12D
ap<1.5D
ae<0.15D
ap<1.5D
ae<0.15D
ap<1D

ae<0.12D

Side Milling : For Steel, Cast Iron

Workpiece
Carbon Steel,Alloy
(<35HRC)
n Alloy Steel
(35-48HRC)

M Stainless Steel

Gray Cast Iron
Nodular Cast Iron

m (<32HRC)
High Alloy Cast Iron

(35-45HRC)

Cutting Depth
(mm)

ap<1.5D
2e<0.15D
ap<1D
2e<0.12D
ap<1.5D
2e<0.15D
ap<1.5D
2e<0.15D
ap<1D

2e<0.12D

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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Ve

m/min

180

130

130

160

140

Ve

m/min

180

130

130

160

140

Tool Diameter
(mm)

vf

%

n)

Vf)

%

%

Tool Diameter
(mm)

Vf

Vf

Vf)

%

%

19110

2140

13800

1210

13800

1380

16990

1700

14860

1310

19110

3210

13800

1820

13800

2070

16990

2550

14860

1960

14330

2060

10350

1160

10350

1330

12740

1630

11150

1340

14330

3100

10350

1740

10350

1990

12740

2450

11150

2010

9550

1830

6900

1100

6900

1190

8490

1630

7430

1340

9550

2750

6900

1660

6900

1780

8490

2450

7430

2010

7170

1860

5180

1240

5180

1300

6370

1500

5570

1250

7170

2800

5180

1860

5180

1960

6370

2260

5570

1870

10

5730

1830

4140

1130

4140

1230

5100

1410

4460

1160

10

5730

2750

4140

1690

4140

1840

5100

2110

4460

1740

12

4780

1720

3450

1010

3450

1170

4250

1360

3720

1120

12

4780

2580

3450

1510

3450

1760

4250

2040

3720

1670

16

3580

1720

2590

830

2590

980

3190

1210

2790

1000

16

3580

2580

2590

1240

2590

1480

3190

1820

2790

1510

20

2870

1720

2070

750

2070

910

2550

1120

2230

910

20

2870

2580

2070

1120

2070

1370

2550

1680

2230

1360



Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

UP210- SS2/S2/SL2/SH2/R2/RH2
Slot Milling : For Steel, Cast Iron

- Cutting Depth Ve Tool Diameter
Workpiece i) i (mm) 3 4 6 8 10 12 16 20
Carbon Steel Allo n 8490 6370 4250 @ 3190 2550 @ 2120 1590 @ 1270
(Z35RR0) 4 ap<0.8D 80
% 430 540 440 400 370 350 400 410
n Alloy Steel n 6370 4780 3190 2390 1910 1590 = 1190 960
(35-48HRC) =00 * Vi 260 310 270 230 220 220 230 | 230
n) 5840 4380 2920 2190 1750 @ 1460 = 1100 880
M Stainless Steel ap<0.3D 55
%) 140 160 200 200 200 190 170 160
Gray Cast Iron n 5840 4380 2920 2190 1750 @ 1460 = 1100 880
Nodular Cast Iron ap<0.5D 55
m (<32HRC) vf 210 250 | 250 220 210 | 200 190 170
High Alloy Cast Iron n 5310 3980 2650 @ 1990 = 1590 @ 1330 = 1000 800
(35-45HRC) ap<0.3D 50
vf 160 180 210 180 180 170 160 140
UP210-S3
Slot Milling : For Steel, Cast Iron
R Cutting Depth \d Tool Diameter
Workpiece = it (mm) 3 4 6 8 10 12 16 20
Carbon Steel Allo n 8490 = 6370 = 4250 3190 2550 @ 2120 1590 @ 1270
(Caamr0) ap<08D 80
% 640 800 660 590 550 520 600 610
n Alloy Steel n 6370 4780 3190 2390 1910 @ 1590 = 1190 960
(35-48HRC) ap<0.3D 60
vf 380 460 400 340 330 330 340 340
n) 5840 4380 2920 2190 1750 @ 1460 = 1100 880
M Stainless Steel ap<0.3D 55
%) 210 240 310 300 290 290 260 240
Gray Cast Iron n 5840 4380 2920 2190 1750 @ 1460 = 1100 880
Nodular Cast Iron ap<0.5D 55
(<32HRC) Vi 320 370 380 330 320 310 280 250
Hich Allov Cast Iron n 5310 3980 2650 @ 1990 = 1590 @ 1330 = 1000 800
¥ 55-a5HR0) ap<0.3b 20
Vf 240 280 320 270 260 260 240 220

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 _ 459




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

UP210- B2/BH2
Profile Milling: For Steel, Cast Iron

Cutting .
. Ve Tool Diameter
Workpiece I?sq;;t}f)\ o (mm) 4 5 6 7 8 9 10 11 12
Carbon Steel Alloy ap<0.2D n 12740 10190 @ 8490 7280 6370 @ 5660 @ 5100 4630 4250
2 160
(<35HRO) ae<0.3D vf 1020 1020 = 1020 @ 1020 @ 1020 1020 @ 1020 1020 1020
n Alloy Steel ap<0.15D n 9550 7640 6370 | 5460 4780 4250 @ 3820 3470 @ 3190
(35-48HRC) 120
ae<0.15D vf 610 640 660 630 620 610 610 610 610
ap<0.2D n 8760 7010 = 5840 5010 @ 4380 3890 3500 3190 @ 2920
M Stainless Steel 110
2e<0.2D Vf 610 630 640 630 630 620 630 640 640
Gray Cast Iron ap<0.2D n 11150 8920 7430 6370 = 5570 = 4950 | 4460 4050 = 3720
Nodular Cast Iron 140
(<32HRC) 2e<0.2D Vf 780 800 820 800 800 790 800 810 820
High Alloy Cast Iron ap<0.1D n 9550 7640 6370 5460 4780 4250 3820 3470 3190
(35-45HRC) 120
2e<0.1D Vf 610 640 660 660 670 650 650 660 670
UP210- B4
Profile Milling: For Steel, Cast Iron
Cutting .
. Ve Tool Diameter
Workpiece ?r?q?’r:? it (mm) 4 5 6 7 8 9 10 11 12
Carbon Steel Alloy ap<0.2D n 12740 10190 8490 7280 6370 @ 5660 @ 5100 4630 4250
2 160
(<35HRO) ae<0.3D vf 2040 2040 2040 | 2040 2040 2040 @ 2040 2040 @ 2040
n Alloy Steel ap<0.15D n 9550 7640 6370 | 5460 4780 4250 @ 3820 3470 @ 3190
120
(35-48HRO) ae<0.15D Vf 1220 1280 | 1330 1270 1240 1220 @ 1220 1210 @ 1210
ap<0.2D n) 8760 7010 = 5840 5010 @ 4380 3890 3500 3190 @ 2920
M Stainless Steel 110
a2e<0.2D Vi) 1230 1260 = 1290 @ 1260 1260 1250 @ 1260 1270 1290
Gray Cast Iron ap<0.2D n 11150 8920 7430 6370 = 5570 = 4950 | 4460 4050 @ 3720
Nodular Cast Iron 140
(<32HRC) 2e<0.2D Vf 1560 1610 1640 1610 1610 1590 @ 1610 1620 1640
High Alloy Cast Iron ap<0.1D n 9550 7640 @ 6370 5460 4780 4250 3820 3470 3190
120
(35-45HRC) 2e<0.1D v 1220 1280 1330 1310 1340 1310 1300 1320 1340

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.

460 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

UP210- L60/L90/L120
Chamfer Milling: For Steel, Cast Iron

Cutting Ve Tool
Workpiece Depth i Diameter 6 8 10 12 16 20
(mm) (mm)
Carbon Steel Alloy n 10350 6900 5175 4140 3450 2588 2070
(<35HRQ) 130
% 414 33 311 414 442 435 406
E n 7166 4777 3583 2866 2389 1791 1433
Alloy Steel 90
(35-48HRC) vf 229 191 172 172 239 229 241
n) 6369 4246 3185 2548 2123 1592 1274
M Stainless Steel 80
Vi) 204 170 153 153 212 204 214
Gray Cast Iron n 7962 5308 3981 3185 2654 1990 1592
Nodular Cast Iron 100
m (<32HRC) Vf 318 255 239 318 340 334 312
High Alloy Cast Iron n 11943 7962 5971 4777 3981 2986 2389
(35-45HRC) 150
Vf 621 573 597 611 669 585 602

SP210- S3/C3
Side Milling : For Steel, Cast Iron

Cutting .
. Ve Tool Diameter
Workpiece [()s}p;:]? e (mm) 3 4 6 8 10 12 16 20
Carbon Steel Alloy ap<15D 10350 21230 15920 10620 = 7960 6370 5310 3980 3190
- 200
(<35HRC) 2e<0.15D 414 2040 1960 1690 1670 1620 1590 1490 1480
E Alloy Steel ap<1D 7166 15920 11940 @ 7960 5970 4780 3980 2990 2390
(35-48HRC) 150
2e<0.12D 229 1290 1180 1080 1160 1050 930 760 680
ap<15D 6369 15920 11940 = 7960 5970 4780 3980 2990 2390
M Stainless Steel 150
2e<0.15D 204 1580 1330 1150 1220 1130 1080 900 820
Gray Cast Iron ap<1.5D 7962 18050 @ 13540 9020 6770 5410 4510 3380 2710
Nodular Cast Iron 170
(<32HRC) ae<0.15D 318 1620 1500 1440 1300 1200 1150 1020 930
High Alloy Cast Iron ap<1D 11943 15920 11940 7960 5970 4780 3980 2990 2390
150
(35-45HRC) 2e<0.12D 621 1290 1250 1190 1090 1000 960 850 = 770

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 4D (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 : For Steel, Cast Iron

Cutting

. Ve Tool Diameter
Workpiece I(Dri;?]gr)m mttin (mm) 3 4 6 8 10 12 16 20
Carbon SteclAlloy | 2P<15D n 21230 15920 10620 7960 = 6370 5310 = 3980 = 3190
; 200
(<35HRO) 2e<0.15D v 2720 | 2610 2250 2230 2170 2120 1990 1980
n Alloy Steel ap<1D n 15920 11940 7960 5970 4780 = 3980 = 2990 | 2390
(35-48HRC) 150
2e<0.12D Vf 1720 1580 1430 1550 1400 = 1240 1020 910
ap<15D n) 15920 11940 7960 5970 4780 = 3980 = 2990 | 2390
M Stainless Steel 150
2e<0.15D Vi) 2100 1770 | 1530 1620 | 1510 1430 1190 1100
Gray Cast Iron ap<15D n 18050 13540 9020 6770 5410 @ 4510 @ 3380 2710
Nodular Cast Iron 170
m (<32HRQ) 2e<0.15D Vf 2170 2000 1910 1730 | 1600 1530 1350 = 1250
High Alloy Cast Iron ap<1D n 15920 11940 7960 5970 4780 @ 3980 = 2990 | 2390
150
(35-45HRC) 2e<0.12D Vf 1720 | 1670 1590 1460 1340 1270 1140 = 1020
SP210- S3/C3
Slot Milling : For Steel, Cast Iron
Cutting )
. Ve Tool Diameter
Workpiece ?ri;r);? it (mm) 3 4 6 8 10 12 16 20
Carbon SteclAlloy n 8490 | 6370 | 4250 3190 | 2550 2120 = 1590 1270
, <
(<35HRC) aps1D 80
vf 790 | 920 | 730 640 590 570 640 650
n Alloy Steel n 6370 4780 3190 = 2390 1910 1590 1190 960
<
(35-48HRC) ap<03D 60
Vf 500 550 450 | 370 360 | 360 370 370
n) 5840 | 4380 2920 2190 1750 1460 1100 880
M Stainless Steel ap<0.3D 55
vh) 3200 320 350 | 340 320 | 320 280 260
Gray Cast Iron n 5840 | 4380 2920 2190 1750 1460 1100 880
Nodular Cast Iron ap<0.8D 55
m (<32HRC) vf 420 450 | 420 360 340 340 310 = 280
Hioh Allow Cast Iron n 5310 | 3980 2650 1990 = 1590 1330 = 1000 800
¥ 55-a5HRO) aps05D | 50
vf 330 350 360 | 300 290 | 290 260 240

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
Slot Milling : For Steel, Cast Iron

Cutting

’ Ve Tool Diameter
Workpiece [()niagf; —— (mm) 3 4 6 8 10 12 16 20
8490 6370 4250 3190 2550 2120 1590 1270
Carbon Steel,Allo; n
(L3R ap<1D 80
Vf 1050 1220 970 850 790 760 850 870
n Alloy Steel n 6370 4780 3190 2390 1910 1590 1190 960
(35-48HRC) aps05b 60
Vf 660 730 600 500 470 480 490 500
n) 5840 4380 2920 2190 1750 1460 1100 880
M Stainless Steel ap<0.3D 55
Vi) 420 420 470 450 430 430 380 350
Gray Cast Iron n 5840 4380 2920 2190 1750 1460 1100 880
Nodular Cast Iron ap<0.8D 55
m (<32HRC) vf 560 | 600 560 | 480 | 460 | 450 | 410 | 370
High Alloy Cast Iron n 5310 3980 2650 1990 1590 1330 1000 800
<
(35-45HRC) ap<0.5D 50
% 450 460 480 400 380 380 350 320
SP210- B2/BH2
Profile Milling : For Steel, Cast Iron
Cutting .
. Ve Tool Diameter
Workpiece [()s}p;:]? e (mm) 1 2 3 4 6 8 10 12
ap<0.04D n 50000 35030 | 23360 17520 11680 @ 8760 7010 5840
Carbon Steel Alloy 220
(<35HRO) 2e<0.04D vf 2800 2800 2800 2800 2800 2800 2800 2800
E ap<0.02D n 50000 = 28660 | 19110 @ 14330 = 9550 7170 5730 4780
Alloy Steel 180
(35-48HRC) 2e<0.02D Vf 1950 2010 1990 2010 2010 2010 2000 2000
ap<0.04D n) 50000 = 35030 | 23360 17520 11680 @ 8760 7010 5840
M Stainless Steel 220
2e<0.04D Vi) 2520 2450 2570 2630 2570 2540 2520 2530
Gray Cast Iron ap<0.04D n 50000 = 35030 | 23360 17520 11680 @ 8760 7010 5840
Nodular Cast Iron 220
(<32HRC) 2e<0.04D vf 2520 2450 2570 2630 2570 2540 2520 2530
High Alloy Cast Iron ap<0.04D n 50000 = 35030 | 23360 17520 11680 @ 8760 7010 5840
(35-45HRC) 220
2e<0.04D Vf 2380 2450 2430 2450 2450 2450 2440 2440

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

UPR100- S4
Side Milling : For Steel, Cast Iron

Cutting .
’ Ve Tool Diameter
Workpiece E)ni%t]f; —_— (mm) 6 8 10 12 16 20
Carbon Steel Alloy ap<1D n 6900 5180 4140 3450 2590 2070
(<35HRC) 130
2e<0.2D Vf 990 990 990 990 930 830
Alloy Steel ap<1D n 5840 4380 3500 2920 2190 1750
110
(35-48HRC) 2e<0.12D Vf 580 610 630 640 525 490
ap<1D n) 6900 5180 4140 3450 2590 2070
M Stainless Steel 130
ae<0.2D Vi) 280 310 330 350 310 290
Gray Cast Iron ap<1D n 6900 5180 4140 3450 2590 2070
Nodular Cast Iron 130
(<32HRC) 2e<0.2D Vf 990 990 990 990 930 830
High Alloy Cast Iron ap<1D n 5840 4380 3500 2920 2190 1750
(35-45HRC) 110
2e<0.12D Vf 580 610 630 640 525 490

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

UPR100- S4
Slot Milling : For Steel, Cast Iron

Cutting .
. Ve Tool Diameter
Workpiece E):;;;:f; - (mm) 6 8 10 12 16 20
Carbon Steel,Alloy - n 4250 3190 2550 2120 1590 1270
(<35HRC) aps1D 80
Vf 760 700 660 640 700 710
n 3190 2390 1910 1590 1190 960
Alloy Steel ap<05D 60
(35-48HRC) PSD:
Vf 380 380 380 380 330 310
n) 2920 2190 1750 1460 1100 880
M Stainless Steel ap<0.5D 55
V) 350 350 350 350 310 280
Gray Cast Iron n 2920 2190 1750 1460 1100 880
Nodular Cast Iron ap<1D 55
m (<32HRC) vf 370 370 360 350 310 280
High Alloy Cast Iron _ n 2920 2190 1750 1460 1100 880
(35-45HR0) ap<0.75D = 55
Vf 350 350 350 320 290 260

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 _ 465




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

UPR210- S4
Side Milling : For Steel, Cast Iron

" Cutting Depth Ve Tool Diameter
Workpiece (i) - (mm) 6 8 10 12 16 20
<
Carbon Steel,Alloy ap < 1.5D n 7430 5570 4460 3720 2790 2230
(<35HRC) 140
n ae < 0.3D Vf 1070 1070 1070 1070 1000 900
<
Alloy Steel ap< 1D n 6370 4780 3820 3190 2390 1910
(35-48HRC) 120
ae < 0.25D Vf 630 660 690 700 570 535
ap < 1.5D n) 5840 4380 3500 2920 2190 1750
M Stainless Steel 110
ae < 0.3D %) 580 610 630 640 525 490
Gray Cast Iron ap < 1.5D n 7430 5570 4460 3720 2790 2230
Nodular Cast Iron 140
m (<32HRQ) ae < 03D vf 1070 1070 1070 1070 1000 900
<
High Alloy Cast Iron ap < 1D n 6370 4780 3820 3190 2390 1910
(35-45HRC) 120
ae < 0.25D Vf 630 660 690 700 570 535
Alloy Steel ap < 1D n 5300 3980 3190 2650 1990 1590
Hardened Steel 100
(<55HRC) ae < 0.125D Vf 530 480 450 420 400 380

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.

UPR210- 54
Slot Milling : For Steel, Cast Iron

Workpiece C”tt?r;gn?fpth m)’r;m T°°I(E’]Lanf)‘eter 6 8 10 12 16 20
Carbon Steel Alloy n 6370 4780 3820 3190 2390 1910
(<35HRO) ap < 1D 120
n vf 640 630 610 640 570 535
Alloy Steel n 5310 4000 3190 2650 1990 1590
(3548HRO) ap < 0.75D 100
vf 430 400 450 425 360 320
n) 4775 3580 2865 2385 1790 1432
M Stainless Steel ap < 0.75D 90
%) 382 160 190 210 200 190
Gray Cast Iron n 6370 4780 3820 3190 2390 1910
Nodular Cast Iron ap < 1D 120
m (<32HRC) vf 640 630 610 640 570 535
High Alloy Cast Iron n 5310 4000 3190 2650 1990 1590
(5A5HR0) ap < 0.75D 100
vf 430 400 450 425 360 320
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Recommended Cutting Data

UPN210- S4
Side Milling : For Steel, Cast Iron
. Cutting Depth Ve Tool Diameter
Workpiece ) - (mm) 6 8 10 12 16 20
<
Carbon Steel Alloy | 2P < 15D n 6900 5180 4140 3450 2590 2070
(<35HRC) 130
ae < 0.3D vf 990 990 990 990 930 830
<
E Alloy Steel ap < 1D n 5840 4380 3500 2920 2190 1750
(35-48HRC) 110
ae < 0.25D i 580 610 630 640 525 490
ap < 1.5D n) 6900 5180 4140 3450 2590 2070
M Stainless Steel 130
ae < 0.3D vf) 280 310 330 350 310 290
Gray Cast Iron ap < 1.5D n 6900 5180 4140 3450 2590 2070
Nodular Cast Iron 130
m (<32HRC) ae < 0.3D vf 990 990 990 990 930 830
<
High Alloy Cast Iron ap<1D n 5840 4380 3500 2920 2190 1750
(35-45HRC) 110
ae < 0.25D i 580 610 630 640 525 490
Alloy Steel ap<1D n 4780 3580 2870 2390 1790 1430
Hardened Steel 90
(<55HRC) ae < 0.125D i 480 430 400 380 360 345
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Recommended Cutting Data

UPN210- $4
Slot Milling : For Steel, Cast Iron

: Cutting Depth Ve Tool Diameter
Workpiece (i) - (mm) 6 8 10 12 16 20
n 6370 4780 3820 3190 2390 1910
Cartz‘?gﬁsléé\“oy ap<0.8D 120
% 640 630 610 640 570 535
n Alloy Steel n 5310 4000 3190 2650 1990 1590
(35-48HRC) 3p<05D 100
% 430 400 450 425 360 320
n) 5310 3980 3190 2655 1990 1600
M Stainless Steel ap<0.8D 100
Vf) 150 160 190 210 200 190
Gray Cast Iron n 6370 4780 3820 3190 2390 1910
Nodular Cast Iron ap<0.8D 120
(<32HRC) Vf 640 630 610 640 570 535
. n 5310 4000 3190 2650 1990 1590
K S R
Vf 430 400 450 425 360 320

UPR300-S3/54
Side Milling : For Steel, Cast Iron

q Cutting Depth Ve Tool Diameter
Workpiece ) it (mm) 6 8 10 12 16 20
<
Carbon Steel,Alloy ap < 15D n 8490 6370 5090 4240 3180 2550
(<35HRO) 160
ae < 0.4D vf 790 820 1040 1020 940 880
n ap < 1.5D n 7960 5970 4770 3980 2980 2390
Alloy Steel
(35-48HRC) 150
ae < 0.3D Vf 670 680 880 840 780 720
ap < 1.5D n) 6100 4580 3660 3050 2290 1830
M Stainless Steel 115
ae < 0.4D Vi) 570 590 750 730 680 630
Gray Cast Iron ap < 15D n 7960 5970 4770 3980 2980 2390
Nodular Cast Iron 150
m (<32HRQ) ae < 05D vf 880 910 1170 1110 1030 930
<
High Alloy Cast Iron ap < 1.5D n 6900 5170 4140 3450 2590 2070
(35-45HRC) 130
ae < 0.4D Vi 520 530 680 660 610 570
Alloy Steel ap < 15D n 7430 5570 4460 3710 2790 2230
Hardened Steel 140
(<55HRC) ae < 0.3D Vf 620 640 820 790 720 670
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Recommended Cutting Data

UPR300-S3/S4
Slot Milling : For Steel, Cast Iron

q Cutting Depth \d Tool Diameter
Workpiece ) it (mm) 6 8 10 12 16 20
6900 5175 4140 3450 2590 2070
Carbon Steel,Allo n
(<3HRO | @ <ID 130
Vf 510 530 680 660 610 570

n 6370 4780 3820 3185 2390 1910

Alloy Steel
- ap < 0.75D 120
(35-48HRC) vf 430 440 560 540 500 460

n) 4780 3580 2870 2390 1790 1430

Stainless Steel ap < 0.75D 90
Vf) 360 370 470 460 430 395

Gray Cast Iron n 6370 4780 3820 3185 2390 1910
Nodular Cast Iron ap< 1D 120
(<32HRC) % 570 590 750 710 660 595

5310 3980 3185 2650 1990 1590

High Alloy Cast Iron ap < 1D 100

(35-45HRC) v 320 325 420 410 375 350

Alloy Steel n 5840 4380 3500 2920 2190 1750
Hardened Steel ap < 0.3D 110
(<55HRC) Vf 390 400 515 500 450 420

BHHEH=H

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
Cutting .
Workpiece Depth m)lr;i n Tool (?T']?nn)]eter 1 2 4 6 8 10 12 16 20
(mm)
ap<1D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 = 1590
M Stainless Steel (80-120)
2e<0.1D vf 220 254 340 | 340 | 365 330 300 245 230
US200-S2/R2
Slot Milling: Stainless Steel
Cutting .
Workpiece Depth m)’rfﬂ .| T (?Y'ﬁn”;eter 1 2 4 6 8 10 12 1 2
(mm)
ap<0.1D e n 14330 7165 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55)
ae<1D vf 200 140 120 155 | 155 155 155 135 = 120
US200- R3
Side Milling: Stainless Steel
Cutting .
Workpiece Depth m)lr;i n Tool (I?];%rY)]eter 1 2 4 6 8 10 12 16 20
(mm)
ap<1D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 = 1590
M Stainless Steel (80-120)
2e<0.1D vf 525 480 525 510 @ 550 500 450 370 340
US200-R3
Slot Milling: Stainless Steel
Cutting .
Workpiece Depth m)’ncqm TOOI(?‘;fn”)‘Eter 1 2 4 6 8 10 12 16 20
(mm)
ap<0.1D e n 14330 7165 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55)
ae<1D vf 300 | 215 180 235 235 230 | 230 200 180
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Recommended Cutting Data

US200-SS4/S4/SN4/R4
Side Milling: Stainless Steel

Cutting .
Workpiece Depth m}’r;in TOOI(?];?n”;eter 1 2 4 6 8 10 12 16 20
(mm)
ap<1D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 = 1590
M Stainless Steel (80-120)
2e<0.1D vf 700 | 635 700 680 @ 730 660 600 = 490 460
US200-R4
Slot Milling: Stainless Steel
Cutting .
Workpiece Depth mynﬁin TOOI(?%?“T“QF 1 2 4 6 8 10 12 16 20
(mm)
ap<0.1D i n 14330 7165 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55)
ae<1D vf 400 280 | 240 310 310 310 | 310 270 240
US200- B2
Profile Milling: Stainless Steel
Cutting .
Workpiece Depth myr;in Tool (I?T!arlnn')\eter 1 2 4 6 8 10 12 16 20
(mm)
ap<0.2D 100 n 25000 15900 7960 @ 5300 3980 3180 2650 1990 = 1590
M Stainless Steel (80-120)
2e<0.2D vf 525 480 510 550 @ 560 540 560 520 = 510
US200-B4
Profile Milling: Stainless Steel
Cutting .
Workpiece Depth m)’ncqm TOOI(?];%”;H” 1 2 4 6 8 10 12 16 20
(mm)
ap<0.2D 100 n 25000 15900 7960 @ 5300 3980 3180 2650 1990 = 1590
(80-120) vf 560 | 955 | 1020 1100 1110 K 1080 1115 1030 1020

M Stainless Steel
ae<0.2D

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
US300-554/54

Side Milling: Stainless Steel E

Cutting .
. Ve Tool Diameter
Workpiece I()nirr)\?)] i (mm) 1 2 4 6 8 10 12
ap<1D 100 n 20000 15900 7960 5300 3980 3180 2650
M Stainless Steel (80-120)
2e<0.1D Vf 960 950 1110 950 950 890 850
US300-SS4/54
Slot Milling: Stainless Steel
Cutting .
. Ve Tool Diameter
Workpiece l(Dr%Fr)\?)] m/min (mm) 1 2 4 6 8 10 12
ap<0.3D 45 n 14300 7160 3580 2390 1790 1400 1200
M Stainless Steel (35-55)
ae<1D Vf 340 250 215 300 300 300 300
$5200-CS4/C4 E
Side Milling: Stainless Steel
Workpiece CIDLJgtiPhg v Tool Diameter 2 4 6 8 10 12
P (m':r)n) m/min (mm)
ap<1D n 15900 7960 5300 3980 3180 2650
80
Stainless Steel
M 2e<0.5D (60-100) Vf 600 480 500 510 490 480
SS200-CS4/C4
Slot Milling: Stainless Steel
Cutting .
. Ve Tool Diameter
Workpiece I(Jri%'ig m/min (mm) 2 4 6 8 10 12
M ap<1D 60 n 9550 4780 3180 2390 1900 1590
Stainless Steel
ae<1D (50-70) Vf 500 350 350 380 350 350
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Recomme nded Cutting Data

UA100-S2/SH2/R2/RH2
Side Milling:  Aluminium Alloy

Workpiece C(Dune::):?g m)’ncﬂ .| Tedl (ﬂin”)‘eter 1 | 2 | 4 | 6 | 8 | w0 12| 16| 2
Wr°“€'/1t“’g';5m“‘um ap<15D 150 n 16000 12700 12000 10600 10000 9500 9280 = 7000 = 5600
CaStA(lgi’“g;;;;)A“c’ys ae<oop | (60-3%0) vf 580 710 | 1200 1280 1390 1720 2400 2500 2450
m CopperAlloy ap<15D 50 n 16000 12700 12000 10600 10000 9500 9280 7000 5600
(<HB200) ae<oop | (60-3%0) v 50 650 1070 1150 1250 1550 2170 2250 2200
UA100-S2/SH2/R2/RH2
Slot Milling:  Aluminium Alloy
Workpiece C%%g m)’r;m Tool pometer 1 2 4 6 8 10 1 16 2
Wro“g*/ltllg'ytlsm‘”“m ap<0.5D 150 n 16000 | 10000 9000 8000 7800 8000 = 6800 & 5000 = 4000
CastA('ggggg);)A“oyS aes1p | (003%0) Vi 400 500 810 920 1100 1280 1300 1310 1200
m Copper Alloy ap<0.5D 5 n 16000 10000 9000 8000 7800 8000 6800 5000 4000
(<HB200) aes1p | (003%0) v 380 450 800 830 1000 1150 1130 1000 1080
UAL00-SL2
Side Milling: Aluminium Alloy
Workpiece Cl(aug;it:]t;g myncq L (E;in”)‘eter 1 2 4 & 8 10 12 16 20
Wro“g%é'yusmm“m ap<2.5D 150 n 16000 | 10000 9000 8000 7800 8000 6800 5000 = 4000
CaStA(lgngg}(j)A“Oys ae<q1sp | (60-3%0) v 400 500 810 920 1100 1280 1300 1310 1200
m CopperAlloy ap<2.5D 50 n 16000 10000 9000 8000 7800 8000 6800 5000 4000
(<HB200) ae<g1sp | (60-3%0) Vi 380 450 800 830 1000 1150 1130 1000 1080

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 4D (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

UA100-S3/SH3/R3/RH3
Side Milling : Aluminium Alloys

Cutting

Workpiece ?;;;gr)u m)’;m T°°'(?‘Lfn”)‘eter 1 2 4 6 8 10 12 1 22
Wro“ggﬁl’gysmmum ap<15D 150 n 16000 13000 12000 10600 10000 9500 9280 = 7000 = 5600
CaStA(lgi"g;go’E)A“(’yS ae<o2p  (003%0) vt 650 @ 850 1430 1530 1670 2050 2800 3000 = 3150
m Copper Alloy ap<15D 150 n 16000 13000 12000 10600 10000 9500 = 9280 7000 = 5600
(<HB200) ae<oop | (60-3%0) vf 720 900 1200 1200 1500 1800 2225 2500 & 3000
UA100-S3/SH3/R3/RH3
Slot Milling: Aluminium Alloys
Workpiece C?l:?’:a{]?g m)’r;i S| T pometer 1 2 4 6 8 10 1 16 2
Wro“g*/ltllg'ytlsm‘”“m ap<0.5D 150 n 16000 | 10000 9000 8000 7800 8000 = 6800 & 5000 = 4000
CaStA('gQng/‘;)A“OyS aes1p | (003%0) vf 450 570 960 1050 1300 1500 1620 1680 1800
m Copper Alloy ap<0.5D 150 n 16000 10000 9000 8000 7800 = 8000 = 6800 5000 = 4000
(<HB200) ae=1D (60-350) Vi 450 | 520 860 830 960 | 1240 1500 1550 = 1510
UA100- SL3
Side Milling : Aluminium Alloys
: iz Ve Tool Diameter
Workpiece l(Jripr)\:? m/min (mm) 1 2 4 6 8 10 12 16 20
Wm”g?\t“g'yusmi”um ap<2.5D 150 n 16000 10000 9000 & 8000 = 7800 8000 6800 = 5000 = 4000
CaStA(lgnggZ)A“oys ae<0.15p | (03%0) vf 450 | 570 960 1050 1300 1500 1620 1680 = 1800
m Copper Alloy ap<2.5D 150 n 16000 10000 9000 8000 7800 = 8000 = 6800 5000 = 4000
(<HB200) ae<0.5p | (603%0) v 450 | 520 860 830 & 960 1240 1500 1550 = 1510

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

UA100-B2
Profile Milling : Aluminium Alloys

Workpiece Cl()uﬁiat:?g m)’nﬁin Vel (?]L?n”;eter 1 2 4 6 8 0 12 16
Wro“g'/lt[@'yusm‘”“m ap<03D 50 n 19000 | 15900 | 11900 10600 8000 7950 = 7950 = 7000
Cast Aégg;;§:>A“OVS ae<03p | (003%0) vf 950 1600 1900 = 2500 = 2550 & 3200 3800 = 4450
m Copper Alloy ap<0.3D 150 n 19000 15900 11900 10600 8000 = 7950 = 7950 | 7000
(<HB200) ae<o3p | (003%0) v 860 | 1430 1720 2300 2300 2850 3450 = 4010
UA160-S2
Side Milling : Aluminium A
Workpiece Cé:{%?l)wg myr;i - Tool (Ir)TEan;eter 1 2 4 6 8 10 12
Wro“g*/ltllé'ytlsm‘”“m ap<1.5D 150 n 19000 | 16000 & 12000 10600 10000 9500 9300
Cast A('ggggg);ﬁ“oys ae<oop | (©0350) v 760 950 | 1300 1380 = 1500 1900 2600
m Copper Alloy ap<15D 50 n 19000 16000 12000 @ 10600 10000 = 9500 = 9300
(<HB200) ae<oop | (60350) vf 690 = 860 1180 = 1240 1340 1720 = 2340
UA160-S2
Slot Milling : Aluminium Alloys
Workpiece c%%g m)’rfﬂ . 1rerel (?;?T]”;eter 1 2 4 6 8 10 12
Wm“ggt“’glysm‘”“m ap<0.5D 50 n 16000 12800 10000 9300 = 8750 = 8000 | 7450
Cast A(lgi’g QSJZ)AHOVS ae=1D (60-350) i 350 650 900 | 1100 1230 = 1280 = 1410
m Copper Alloy ap<0.5D 150 n 16000 12800 10000 = 9300 8750 | 8000 7450
(<HB200) ae=1D (60-350) vf 300 570 800 970 1100 & 1150 = 1270

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

UA160-S3
Side Milling : Aluminium Alloys

Cutting .
Workpiece Depth m)’nim TOOI(?];?nr’;eter 2 4 6 8 10 12
(mm)
Wrought Aluminum ap<15D n 16000 | 12000 10600 10000 9500 9300
Alloys 150
m CaStA(lggrl‘g;;)A“"yS ae<oop | (603%0) vf 1150 | 1570 | 1650 | 1800 | 2300 3100
<L
Copper Alloy ap<1.5D 150 n 16000 12000 10600 10000 & 9500 9300
(<HB200) ae<oop | (©0350) v 1030 | 1420 | 1490 1610 | 2060 2800
UA160-S3
Slot Milling : Aluminium Alloys
Cutting .
Workpiece Depth m)’r%m TOOI(?];?n”;eter 2 4 6 8 10 12
(mm)
Wrought Aluminum | o <q 5 n 12800 = 10000 = 9300 = 8750 | 8000 | 7450
Alloys 150
Cast Aluminum Alloys _ (60-350)
m S oo ae=1D vf 760 1080 1300 1470 = 1530 | 1700
<
Copper Alloy ap<0.5D 150 n 12800 10000 9300 8750 | 8000 7450
(<HB200) ae=1D (60-350) v 690 970 1160 | 1320 | 1380 1530
UA160-54
Side Milling : Aluminium Alloys
Cutting ]
Workpiece Depth myncwin Tool (I?T!a:nr’r;eter 4 6 8 10 12
(mm)
Wrought Aluminum | ;51 5 n 16000 12000 10000 8000 6600
Alloys 200
Cast Aluminum Alloys (120-350)
S 1500 2e<0.1D vf 1500 1800 2000 2250 2500

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 4D (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

SA100-S3
Side Milling : Aluminium Alloys

Recommended Cutting Data CI()u::;t?Irt?;g myncwin Tool(l?r'ﬁzr;eter 2 4 6 8 10 12
Wro“g'/lt“glyusm‘”“m ap<1.5D 150 n 14000 | 12000 | 10000 9000 8500 8000
Cast %QQE%A“OVS ae<o2p  (603%0) Ve 2000 | 3000 | 3500 | 4000 | 4500 | 5000
m CopperAlloy ap<15D 50 n 14000 | 12000 & 10000 = 9000 | 8500 | 8000
(<HB200) ae<oop | (60350) i 2000 | 3000 | 3500 | 4000 | 4500 | 5000
SA100-S3
For Aluminium Alloy —Slotting
Workpiece C([;J::Et?;g mynﬁin ot ('?T"]?T']‘;Eter 2 4 6 8 10 12
Wro“g'/ltl@‘yusm‘”“m ap<1D 150 n 11500 10000 9300 8750 8000 7450
Cast Aéggggo’}gf‘“oys agte<ip | (60350) v 1000 1500 | 2000 2500 3500 4000
m CopperAlloy ap<1D 50 n 11500 10000 = 9300 = 8750 8000 7450
(<HB200) ae<1D (60-350) i 1000 | 1500 | 2000 | 2500 3500 4000

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-BW
Side Milling : Aluminium Alloys E
Cutting ;
Workpiece Depth m)’r;m TOOI(?m;emr 2 16 20 25
(mm)
ap<<0.75D n 20000 18000 16000 12000
Aluminium Alloy 950
ae<1D v 7800 8100 7200 5760
SA210-BW
Slot Milling: Aluminium Alloys
Cutting .
Workpiece Depth m)’r%m T°°'(?T'fn;‘;ete' 12 16 20 25
(mm)
n 20000 15000 12000 10000
Aluminium Alloy ap<0.75D 800
v 6000 5400 4680 3900
SA210-HF
Slot Milling: Aluminium Alloys
Cutting .
Workpiece Depth m)’niin T°°I(E’T']an'q‘;‘9te' 8 10 12 16 20
(mm)
<
Aluminium Alloy 7075, | @P<02D 285 n 8000 6400 6000 5000 4000
7050 aesip 3007471 v 2300 2880 3200 3700 4000

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

SA300-RN2
Aluminium Alloy ——Side Milling

Cutting ;
. Ve Tool Diameter
Workpiece ?ri%:r)] m/min (mm) 6 8 10 12 16 20 25
Auminium Alloy 7075, | PP <0150 535 n 20000 20000 20000 20000 20000 20000 = 16000
7050 ae<osp | (3707~1300) vf 300 4000 5200 6000 6600 6800 | 7560
SA300-RN2
Aluminium Alloy —Slotting
Cutting .
. Ve Tool Diameter
Workpiece E)s%? i (mm) 6 8 10 12 16 20 25
Aluminium Alloy 7075, | 2P<02D 285 n 16000 15000 12000 10000 8000 = 7000 | 6000
7050 ae=1D (300-471) vf 300 3600 3360 | 3200 3040 2940 3000
SA300-RN3
Aluminium Alloy ——Side Milling
Cutting .
) Ve Tool Diameter
Workpiece [()neqp:rt]f; . (mm) 6 8 10 12 16 20 25 32
Aluminium Alloy 7075, | 2P<025D 185 n 20000 20000 20000 20000 20000 20000 16000 12000
7050 ae<osp | (3701200) vf 4800 | 6000 7200 8400 9000 9000 10000 10800
SA300-RN3
Aluminium Alloy —Slotting
Cutting .
’ Ve Tool Diameter
Workpiece ?%?;? o (mm) 6 8 10 12 16 20 25 32
Aluminium Alloy 7075, | 2P<02D 400 n 16000 15000 12000 10000 8000 7000 6000 = 4000
7050 ae=1D (300~500) vf 4800 | 5400 5040 4800 4560 4410 4500 & 3000

1. Maximum T.L.R. in when tool is chucked is 0.005mm(0.005mm maximum recommended).

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 conditons.

4. The milling conditions are for an end mill where the tool overhang length is less than 4D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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Recommended Cutting Data

SG200- S2/SN2/R2/RN2

Side Milling :Graphite

Cutting

. Ve Tool Diameter
Workpiece l(jr?ﬁrtg i (mm) 2 4 6 8 10 12
For High silicon alum ap<1D n 31850 15920 10620 7960 6370 5310
inum 200
(Si>12%) 2e<0.15D Vf 1910 1590 1270 1120 1080 1380
m ap<15D n 39810 19900 13270 9950 7960 6640
Graphite 250
2e<0.5D Vf 3980 2790 2390 2190 2390 2390
SG200-S3
Side Milling :Graphite
Cutting -
. Ve Tool Diameter
Workpiece I();lr)'r:? m/min (mm) 2 4 6 8 10 12
For High silicon alum ap<1D n 31850 15920 10620 7960 6370 5310
inum 200
(Si>12%) 2e<0.15D Vf 2870 2390 1910 1670 1620 2070
ap<15D n 39810 19900 13270 9950 7960 6640
Graphite 250
a2e<0.5D Vf 5970 4180 3580 3280 3580 3580
SG200- S4/R4/RN4
Side Milling :Graphite
Cutting -
. Ve Tool Diameter
Workpiece ?:1?7:? m/min (mm) 2 4 6 8 10 12
For High silicon alum ap<1D n 31850 15920 10620 7960 6370 5310
inum 200
(Si>12%) ) 2e<0.15D Vf 3820 3190 2550 2230 2170 2760
ap<15D n 39810 19900 13270 9950 7960 6640
Graphite 250
a2e<0.5D Vf 7960 5570 4780 4380 4780 4780

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

SG200- S2/SN2/R2/RN2
Slot Milling :Graphite

Workpiece

For High silicon alum

inum
m (Si>12%)
Graphite
SG200-S3

Slot Milling :Graphite

Workpiece

For High silicon alum
inum

m (Si>12%)

Graphite

SG200-B2/BN2
Profile Milling :Graphite

Workpiece

For High silicon alum
inum

m (Si>12%)

Graphite

SG200-M-RN4/B2/BN2
Profile Milling :Graphite

Workpiece

m Graphite

Cutting
Depth
(mm)

ap<0.5D

ap<0.5D

Cutting
Depth
(mm)

ap<0.5D

ap<0.5D

Cutting
Depth
(mm)

ap<0.3D
ae<<0.3D
ap<0.5D

2e<0.4D

Ve
m/min

180

200

Ve
m/min

180

200

Ve
m/min

200

250

Cutting Depth (mm)

0.03<ap<0.05
0.03<2e<0.05

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

Tool Diameter

(mm) 2
n 28660
Vf 1150
n 31850
Vf 1910
Tool Diameter 2
(mm)
n 28660
Vf 1720
n 31850
Vf 2870
Tool Diameter 2
(mm)
n 31850
Vf 2040
n 39810
Vf 2790

Cutting Application

General Condition

High Speed Condition

4 6
14330 9550
1150 960

15920 10620

1430 1380
4 6
14330 9550
1720 1430

15920 10620

2150 2070

15920 10620

1430 1270

19900 13270

1990 1860

10000~15000

25000~32000

7170

860

7960

1350

7170

1290

7960

2030

7960

1270

9950

1790

MILLING TOOLS

10 12
5730 4780
800 860
6370 5310
1400 1590

10 12
5730 4780
1200 1290
6370 5310
2100 2390

10 12
6370 5310
1400 1380
7960 6640
1910 1990

Feed Spped
(mm/min)
2000~3000
3500~4500
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

ST210—S4/R4/RN4
Side Milling: Titanium Alloy

. Cutting Ve Tool Diameter
Workpiece Depth m/min (mm) 2 3 4 5 6 8 10 12 16 20
ap<1.5D n 9555 | 6370 4780 3820 3185 2390 1910 1590 1195 = 955
- 60 (min-1)
Titanium Alloy (40~100) v
2e<x0.25D (mm/min) 380 305 285 305 320 335 345 350 310 @ 305
ap<1.5D n 12740 8490 6370 5095 4245 3185 2545 2020 1590 1275
) 80 (min-1)
M Stainless Steel (60~110) Vi
<
2e<<0.25D (mm/min) 760 575 510 510 510 510 510 485 445 430

ST210-S4/R4/RN4
Slot Milling: Titanium Alloy

) Cutting Ve Tool Diameter
Workpiece Depth m/min (mm) 2 3 4 5 6 8 10 12 16 20
ap<1D n 6370 | 4245 3185 2545 2120 1590 1270 1060 795 = 635
o 40 (min-1)
Titanium Alloy (30~60) Vf
ae<1D (mm/min) 255 200 & 190 | 170 | 170 190 200 = 210 190 = 190
ap<1D n 9555 = 6370 4775 3820 3185 2390 1910 1590 1195 = 955
) 60 (min-1)
M Stainless Steel (50~70) Vf
<
ae<1D (mm/min) 380 305 285 | 305 320 335 345 350 310 305
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

ST210—RL5
Profile Milling: Titanium Alloy E
Workpiece C[;Jef’t)iphg myr%in Tool Diameter (mm) 16 20 25
ap<0.7*Lc n 980 780 620
B Titanium Alloy (437%0) <ml; L
2e<0.1D (mmy/min) 390 370 300

Remark: Lc is the length of the edge

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 conditons.

ST210-B4 m
Profile Milling: Titanium Alloy
. Cutting Ve Tool Diameter
Workpiece Depth m/min (mm) 2 3 4 5 6 8 10 12 16 20
ap<0.2D n 8000 6300 @ 5580 4500 3715 2785 2230 1860 1390 1120
_— 70 (min-1)
Titanium Alloy (60~80) v
2e<0.3D (oom/min) 800 1000 = 1000 = 800 670 610 535 480 445 360

1. Maximum T.I.R.in when tool is chucked is 0.01mm(0.01mm maximum recommended).

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 conditons.

4. The milling conditions are for an end mill where the tool overhang length is less than 4D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

ST300-RN4
Side Milling:Titanium Alloy

. Cuttin Ve B
Workpiece Dueplthg i Tool Diameter (mm) 12 16 20
< n
TA ap<1.5D 100 (min-1) 2650 1990 1590
Titanium Alloys (80-120) Vf
ae<0.2D (mm/min) 740 635 605
< n
B TC ap<1.5D 100 (min-1) 2650 1990 1590
Titanium Alloys (80-120) Vf
<
ae<0.2D (mm/min) 690 635 570
< n
- ap<1.5D 0 (min-1) 2120 1590 1270
Titanium Alloys (60-100) Vf
ae<0.2D (mm/min) 550 510 460
ST300-RN4
Slot Milling: Titanium Alloy
! Cutting Ve .
Workpiece Depth i Tool Diameter (mm) 12 16 20
< n
T ap<1D 80 (min-1) 2120 1590 1275
Titanium Alloy (60-100) VF
ae<1D (mm/min) 595 510 485
< n
B T ap<1D 80 (min-D) 2120 1590 1275
Titanium Alloy (60-100) Vf
ae<1D (mm/min) 550 510 460
< n
B ap<1D 50 (min-1) 1460 1095 875
Titanium Alloy 2e<1D (40-60) vf ' 380 350 315
(mm/min)

1. Make sure workpiece and machine are suitable, use high qualitycollect chucks.

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

3. The milling cindition are for an endmill where the tool overhang length ie less than 4D. When the tool overhang length is longer, please adjust the speed,
feed and cutting depth.

4, If corner radius is >15% of D then ap=-30%, fz=-20%.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

ST300-RN5
Side Milling:Titanium Alloy

. Cuttin Ve 0
Workpiece E;Jeplthg i Tool Diameter (mm) 16 20 25
< n
A ap<1.5D 100 (min-1) 1990 1590 1270
Titanium Alloys (80-120) Vf
ae<0.2D (mm/min) 795 755 605
< n
B . ap<15D 100 (min-1) 1990 1590 1270
Titanium Alloys (80-120) Vf
<
ae<0.2D (mm/min) 795 715 570
< n
B ap<1.5D 80 (min-1) 1590 1270 1020
Titanium Alloys (60-100) Vf
ae<0.2D (mm/min) 635 570 460
ST300-RN5
Slot Milling: Titanium Alloy
; Cutting Ve )
Workpiece Depth —— Tool Diameter (mm) 16 20 25
< n
A ap<1D 80 (min-1) 1590 1275 1020
Titanium Alloy (60-100) Vf
ae<1D (mm/min) 635 605 485
< n
B TC ap<1D 80 (min-1) 1590 1275 1020
Titanium Alloy (60-100) Vf
ae<1D (mm/min) 635 570 460
< n
B ap<1D 50 (min-1) 1095 875 700
Titanium Alloy (40-60) Vf
ae<1D (mm/min) 435 395 315

1. Make sure workpiece and machine are suitable, use high qualitycollect chucks.

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

3. The milling cindition are for an endmill where the tool overhang length ie less than 4D. When the tool overhang length is longer, please adjust the speed,
feed and cutting depth.

4. If corner radius is >15% of D then ap=-30%, fz=-20%.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SN200-R4
Heat Resistant Super Alloy:Side Milling

. Cutting Ve .
Workpiece Depth i Tool Diameter (mm) 6 8 10 12 16 18
ap<1D n 1325 995 795 660 495 450
_— 25 (min-1)
A Tianiom Afloys 2e<0.1D (15-39) vf 160 160 190 185 160 180
=Y (mm/min)
n
e Ttanium Allovs ap<1D 2 (min-1) 1060 795 635 530 400 360
! 2e<0.1D (15-30) ve 125 125 150 145 125 140
e (mm/min)
< n
7B Titanium Alloys ap<1D %5 (min-1) 1325 995 795 660 495 450
(15-30) Vf
2e<0.1D (mm/min) 160 160 190 185 160 180
SN200-R4
Heat Resistant Super Alloy: Slot Milling
. Cutting Ve .
Workpiece Depth i Tool Diameter (mm) 6 8 10 12 16 18
ap<0.5D n 1060 795 635 530 400 360
I 20 (min-1)
TA Titanium Alloys -1 (10-30) v 108 o % o % "
aes (mm/min)
< n
B — ap<0.5D s (min-1) 795 600 475 400 300 270
renm ey <1D (10-25) ve 65 60 60 60 60 60
aes (mm/min)
n
ap<0.5D K 1060 795 635 530 400 360
o 20 (min-1)
TB Titanium Alloys - (10-30) Vi 105 o 0 o % %
aes (mm/min)

« Maximum T.L.R. in when tool is chucked is 0.01mm(0.01lmm maximum recommended).

. Pls pay attention to use machine and holder with high rigidity .

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

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.

N =
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SN200-B4
Heat Resistant Super Alloy:Profile Milling m
] Cutting Ve !
Workpiece Depth i Tool Diameter (mm) 6 8 10 12 16
ap<0.04D n 2120 1590 1270 1060 795
. 40 (min-1)
A Tianiom Afloys <0.04D (30-50) Ve 255 285 305 340 320
aessl. (mm/min)
n
ap<0.04D K 1855 1390 1115 930 695
- 35 (min-1)
B T Thantom Aloys <0.04D (25-45) vE 220 220 265 260 280
aesb. (mm/min)
n
ap<0.03D K 2120 1590 1270 1060 795
. 40 (min-1)
e Tenium Alloy <0.03D (30-50) v 255 285 305 320 320
aesb. (mm/min)

1. Maximum T.I.R. in when tool is chucked is 0.01mm(0.01mm maximum recommended).

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 conditons.

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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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SD200-KDA
Compound material- Side Milling
. Cutting Ve Tool Diameter
Workpiece Depth i (mm) 4 6 8 10 12
n
e ap<2D 140 (min-1) 8000 7430 5570 4460 3715
<op (80200 Ve 480 445 445 445 370
m aessl. (mm/min)
n
I ap<2D 150 (min-1) 8000 7960 5970 ATT5 3980
<0.2D (100-200) ve 480 475 475 475 400
aessb. (mm/min)
SD200-KDA
Compound material - Slot Milling
. Cuttin Ve 0
Workpiece Dueplthg m/min Tool Diameter (mm) 4 6 8 10 12
n
e ap<1D 120 (min-1) 8000 6370 4775 3820 3185
<1D (80-160) ve 320 255 285 305 320
m aes (mm/min)
n
I ap<1D 150 (min-1) 8000 7960 5970 4775 3980
<1D (100-200) ve 320 320 360 380 400
aes (mm/min)
SD200-JD2
Compound material - Side Milling
! Cutting Ve q
Workpiece Depth e Tool Diameter (mm) 4 6 8 10 12
n
- ap<2D 140 (min-1) 10350 6900 5175 4140 3450
<oop (80200 Ve 621 483 414 414 345
m aessb. (mm/min)
n
- ap<2D 150 (min-1) 9554 6369 4777 3822 3185
<0.2D (100-200) ve 573 445 382 382 318
aessb. (mm/min)

1. Please attention to use machine and holder with high rigidity .

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SH260- S2/SN2/R2/RN2-H
Alloy Steel, Hardened Steel - Slot Milling

Tool Diameter (mm)
Workpiece Cutting Depth Tool Diameter
2 4 6 8 10 12
- n
n Alloy Steel ae=1D (min-1) 20000 10350 8500 6600 5250 4400
(30-45HRC) VE
ap<0.05D (rm/min) 520 550 630 610 580 580
- n
Ha(rdened Stiel ae=1D (min-1) 16000 8300 5200 3800 3100 2800
45-55HRC Vi
m ap<0.02D (mm/min) 380 410 340 320 300 300
- n
Hardened Steel ae=1D (min-1) 13500 6800 4600 3000 2400 2000
(55-60HRC) ap<0.01D ve . 240 240 230 190 180 170
(mm/min)
SH260- S2/SN2/R2/RN2-H
Alloy Steel, Hardened Steel - Side Milling
; Tool Diameter (mm)
Workpiece Material Cuttzrrl;ng;pth Tool Diameter
2 4 6 8 10 12
<0.8D n 2 1 2 44
n (Alloy Steel) ap<0.8 (min-1) 0000 0350 8500 6600 5250 00
30-45HRC vf
2e<0.03D (mm/min) 720 750 880 610 820 820
< n
Ha(rdened St§el ap<0.5D (min-1) 16000 8300 5200 3800 3100 2800
45-55HRC Vf
m 2e<0.03D (mm/min) 540 570 520 460 420 420
<0.5D n 1 4 24 2
Hezrdened Stﬁel ap<0.5 (min-1) 3500 6800 600 3000 00 000
55-60HRC VE
2e<0.01D (rm/min) 340 360 350 270 250 250

1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

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

the speed,feed and cutting depth.

GESAC _ 489




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SH260- S4/SH4/S1L.4/SN4/R4/RH4/RN4-H
Alloy Steel, Hardened Steel - Side Milling

_ ) Tool Diameter (mm)
Workpiece Cutt|(rr]ngn?)e i AP%TEQ%“ Tool Diameter
2 4 6 8 10 12
General (mim-1) 14000 7200 4800 3600 2900 2400
n Alloy Steel ap<120 Condition (mmv/fmin) 800 900 1000 1100 1050 1000
(30-45HRC) ae<0.08D HighSpeed | (min-) 20000 10000 7000 5200 4200 3600
Condition (mmvfmm) 1200 1400 1600 1800 1600 1500
General (mim-D) 12500 6400 4200 3200 2500 2100
Hardened Steel ap<1.0D Condition (mmv/fmin) 500 600 700 800 700 640
(45-55HRC) ae<0.04D High Speed (min-1) 18000 9200 6100 4600 3600 3000
m Condition (mm\’/fmm) 900 1150 1300 1400 1300 1200
General (mim-D) 11000 5600 3700 2800 2200 1900
Hardened Steel ap<0.8D Condition (mm\;fmin) 440 500 580 630 570 550
(55-60HRC) 2e<0.02D HighSpeed | (min-1) 15000 8000 5300 | 4000 = 3200 2700
Condition (mmﬁmn) 790 900 1040 1100 1000 900

SH260- S6/SH6/SL6-H
Alloy Steel, Hardened Steel - Side Milling

Tool Diameter (mm)
Workpiece Cuttirrl;gnl?)epth Tool Diameter
6 8 10 i 16 20

n Aloy Steel 2p< 15D (1) 6200 4800 4000 3200 2400 1600
(30-45HRC) 2e<0.05D m mv/fmm) 1674 1584 1560 1440 129 960

Hardened Steel 2= 150 (mimeD) 4500 3600 3000 2400 1800 1200

m (45-55HRC) 2e<0.03b (mmv/fmm) 1215 1188 1170 1080 972 720
Hordened Stecl 2p< 150 (mim1) 3100 2400 | 2000 1600 1200 800

(55 601RO o000 (mmv/fmin) 744 720 720 627 576 43

1. Please attention to use machine and holder with high rigidity .

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

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

490 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SH260-B2/BH2/BN2-H
Alloy Steel ,Hardened Steel - Profile Milling

. . Tool Diameter (mm)
Workpiece Cum(ﬂ,]gn?)e pth Ap%;itctg]cigon Tool Diameter
2 4 6 8 10 12
General (mm-D) 20000 10300 | 6900 5100 4100 3400
n Alloy Steel ap=0.05~0.1D condition (mm\;fmin) 1500 1650 1650 1700 1700 1750
(30-45HRO) Res0O® ghspeed  (min-D) 35000 17500 11600 8700 7000 6000
Condition (mm\fmm) 2600 2700 2700 2850 2850 2900
General (i) 15900 8000 5300 4000 & 3200 2600
Hardened Steel ap=0.05~0.1D Conditon (mm\;fmin) 1200 1300 1300 1350 1350 1400
(45 55HRO 2es000 ) ghspeed  (min-D) 28600 14300 9500 7200 5700 4500
m Condition iy 22002300 2300 230 2350 2400
General (i) 12000 6000 4000 2900 | 2400 2100
Hardened Steel ap=0.05~0.1D Condition (mm\?(min) 900 960 960 920 920 900
(55 60HRC) 2es007 Highspeed  (min-) 25400 = 12700 8500 6400 5000 1900
Condifion M . | 1800 1800 180 1500 1500 1500

1. Please attention to use machine and holder with high rigidity .

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ). When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SH300-S2/SN2/R2/RN2-H
For Alloy Steels, Hardened Steel——Side Milling

Tool Diameter (mm)
" Cutting Depth Ve .
Workpiece (mm) m/min Tool Diameter
1 2 4 6 8 10 12

Alloy Steel ap < 1D (mir:1-1) 25400 15900 7960 5300 3980 3180 2650
Hardened Steel 100 v

(< 55HRC) ae < 0.02D (mm/min) 500 570 560 530 480 480 430

Alloy Steel ap < 1D (mirr11»l) 19100 12700 6370 4250 3180 2550 2120
Hardened Steel 80 Vi

(55-60HRC) ae < 0.015D (mm/min) 280 300 320 290 280 260 260

Alloy Steel ap < 1D (mirr11»l) 16000 9550 4780 3180 2390 1910 1590
Hardened Steel 60 Vi

(> 60HRC) ae < 0.01D (mmy/min) 160 190 200 200 180 160 160

SH300-SS4/S4/SH4/SL4/SN4/R4/RH4/RN4-H
For Alloy Steels, Hardened Steel——Side Milling

Tool Diameter (mm)
Workpiece Cutti(rr%gn?)epth m)lncqin Tool Diameter
1 2 4 6 8 10 12

Alloy Steel ap < 1D (mirr]1—l) 40000 24000 12000 8000 6000 4800 4000
Hardened Steel 150 v

(< 55HRC) ae < 0.02D (mm/min) 1350 1440 2400 1760 1440 1248 1200

Alloy Steel ap < 1D (mirr11—l) 30000 18000 10350 6900 5175 4140 3450
Hardened Steel 120 v

(55-60HRC) ae < 0.015D (mm/min) 1000 1080 2070 1518 1242 1076.4 1035

Alloy Steel ap< 1D (mirr11»l) 20000 14000 7960 5300 4000 3280 2600
Hardened Steel 100 v

(> 60HRC) ae < 0.01D (mm/min) 800 840 1592 1166 960 852.8 780

1. Please attention to use machine and holder with high rigidity .

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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Recommended Cutting Data

SH300-S6/SH6/SL6/R6/RH6-H
For Alloy Steels, Hardened Steel——Side Milling

Solid Carbide Endmills

| MILLING TOOLS

Tool Diameter (mm)
f Cutting Depth Ve ’
Workpiece (mm) m/min Tool Diameter
6 8 10 12 14 16 20
Alloy Steel ap < 1.5D (mirr11—1) 6200 4800 4000 3200 2800 2400 1600
Hardened Steel 120
(< 55HRC) ae < 0.03D (mm\?fmin) 1674 1584 1560 1440 1344 1296 960
Alloy Steel ap < 1.5D (mi?l—l) 4500 3600 3000 2400 2100 1800 1200
Hardened Steel 100
(55-60HRC) ae < 0.025D vf . 1215 1188 1170 1080 1020 972 720
(mm/min)
Alloy Steel ap < 1.5D (mirr11 D) 3100 2400 2000 1600 1400 1200 800
Hardened Steel 70 -
(> 60HRC) ae < 0.02D (mmv/fr‘nin) 744 720 720 627 600 576 432
SH300-B2/BH2/BN2-H
For Alloy Steels, Hardened Steel—Profiling
Tool Diameter (mm)
p Cutting Depth Ve )
Workpiece () m/min Tool Diameter
0.6 1 2 4 6 8 10 12
Alloy Steel ap < 0.02D (mir:1 1) 44000 | 23000 = 16000 10000 7400 5700 4500 3800
Hardened Steel 150 -
Vf
(< 55HRC) ae < 0.02D (mm/min) 1100 1200 1770 1680 1500 1300 1100 1000
Alloy Steel ap < 0.015D (mir;]—l) 41000 | 21000 = 14000 9500 5100 4100 3500 2600
Hardened Steel 120 Vv
(55-60HRC) ae < 0.015D (mm/min) 1000 1200 1480 1390 1300 1170 1000 800
Alloy Steel ap < 0.01D (mi?] D) 40000 | 20000 = 13000 7000 5100 3900 3100 2600
Hardened Steel 90 -
(> 60HRC) ae < 0.01D (mm\/fmin) 700 800 1300 1100 960 800 700 600

1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SH300-B4/BH4/BN4-H
For Alloy Steels, Hardened Steel——Profiling Roughing

Tool Diameter (mm)
; Cutting Depth Ve .
Workpiece ) i Tool Diameter
2 4 6 8 10 12

Alloy Steel ap < 0.08D (mi?]_l) 21000 10350 6900 5175 4140 3450
Hardened Steel 130 v

(< 55HRC) ae < 0.18D (mm/min) 2520 2484 2484 2270 2150 2070

Alloy Steel ap < 0.06D (mirr]rl) 15120 7560 5040 3780 3020 2520
Hardened Steel 100 v

(55-60HRC) ae < 0.13D (mm/min) 1210 1210 1310 1280 1200 1210

Alloy Steel ap < 0.04D (mi’r‘m 12740 6370 4250 3180 2550 2120
Hardened Steel 80 v

(> 60HRC) ae < 0.08D (mm/min) 920 1020 980 890 920 850

SH300-B4/BH4/BN4-H
For Alloy Steels, Hardened Steel——Profiling Finishiing

Tool Diameter (mm)
q Cutting Depth Ve .
Workpiece ) i Tool Diameter
2 4 6 8 10 12

Alloy Steel ap < 0.03D (mir;\-l) 29460 14700 9800 7360 5890 4900
Hardened Steel 180 v

(< 55HRC) ae < 0.02D (mm/min) 2360 2640 2660 2650 2590 2700

Alloy Steel ap < 0.02D (mi?w—l) 23880 11940 7960 5970 4780 3980
Hardened Steel 150 v

(55-60HRC) ae < 0.02D (mm/min) 1720 1760 1850 1860 1870 1910

Alloy Steel ap < 0.01D (mirr;—l) 20700 10350 6900 5180 4140 3450
Hardened Steel 130 v

(> 60HRC) ae < 0.01D (mm/min) 1160 1240 1240 1300 1320 1240

1. Please attention to use machine and holder with high rigidity .

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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Recommended Cutting Data

FH200-R4/RN4-H

For Alloy Steels, Hardened Steel——Face Milling

Workpiece

Alloy Steel
(< 48HRC)

Alloy Steel
Hardened Steel
(45-55HRC)

Alloy Steel
Hardened Steel
(55-65HRC)

Cutting Depth
(mm)

ap<0.03D
a2e<<0.5D

ap<0.025D
ae<<0.5D
ap<0.02D

ae<0.5D

Ve .
i Tool Diameter
( . )
min-1
150 Vi
(mm/min)
( ; )
min-1
125 Vi
(mm/min)
( ; )
min-1
90 v
(mm/min)

40000

2640

33000

2200

23000

2000

Solid Carbide Endmills |

24000

3120

20000

2600

14000

2500

Tool Diameter (mm)

4 8

12000 | 8000 | 6500
3840 5760 | 5760
10000 | 7000 | 5500
3200 4800 | 4800
7200 5000 | 3600
2800 3500 | 3300

MILLING TOOLS

10

5000

5800

4000

4400

3000

3000

12

4500

5200

3500

3800

2500

2600

1. Turningred is a normal phenomenonin the process of processing,As long as the machine does not have obvious vibration or cutting tool without obvious

damage, you can continue to use.

2. The knife type is not suitable for large depth and side milling.
3. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
4. Air blow or oil mist is recommended for good chip evacuation.

FH200-R6/RN6/RH6-H

For Alloy Steels, Hardened Steel——Face Milling

Workpiece

Alloy Steel
(35-48 HRC)

Alloy Steel
Hardened Steel
(45-65HRC)

Cutting Depth
(mm)

ap<0.035D
2e<0.5D
ap<0.035D

2e<0.5D

Ve .
i Tool Diameter
( " )
min-1
60-90 i
(mm/min)
n
(min-1)
60-90 i
(mm/min)

3200-4800

2200-3000

3200-4800

1920-2880

2400-3600

2200-3000

2400-3600

1950-2920

Tool Diameter (mm)

10

1900-2900

2200-3000

1900-2900

1950-2950

12

1600-2400
2200-3000
1600-2400

1920-2880

16

1200-1800

2500-3500

1200-1800

2160-3240

20

950-1450

2500-3500

950-1450

2280-3480

1. Turning red is a normal phenomenonin the process of processing,As long as the machine does not have obvious vibration or cutting tool without obvious

damage, you can continue to use.

2. The knife type is not suitable for large depth and side milling.
3. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
4. Air blow or oil mist is recommended for good chip evacuation.
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MILLING TOOLS | Solid Carbide Endmills

Programming Data

FH200-R6. RN6. RH6-H

Ramping Guide For Circular and Linear Ramping
Geometrical Parameters Intgg;laatzon Linear Ramping
Optimal Range of Calculated Length Per Ramp Angle (mm)
Circle Diameter for A
diameter Apl max R Re YRC CRN Single Pass Ramp Angle(degree)
[mm] [mm] [mm] [mm] [mm] [mm] Smallest largest 1° 2° 3° 4° &
6 0.20 9 0.375 0.75 126 8.52 12.00 1151 5.75 3.83 2.87 2.30
8 0.27 12 0.500 1.00 1.68 11.36 16.00 15.34 7.67 511 3.83 3.06
10 0.33 15 0.625 1.25 2.10 14.20 20.00 19.18 9.58 6.39 479 3.83
12 0.40 18 0.750 1.50 2.52 17.04 24.00 23.01 11.50 7.66 5.74 4.59
16 0.54 24 1.000 2.00 336 22.12 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 38.35 19.17 12.77 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.
Re=the shoulder radius or radius at the corner of the cutter.

YRC —= =
CRN

HE—‘-‘

AF1 max —

AN

FH200-H schematic diagram of 6 flute endmill shaear blade
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Carbon PH,Ferrite,Martensite

Alloy Steels,Tool Copper, Hardened Steels Hardened Steels
S(tfgtl)’i“%yoﬁgfl Steels(25~35HRC) - Steel RO Copper Alloys (45~55HRC) (55~65HRC)
Rl Stcau”t‘(j;;f depitn e 1.00 090 0.70 1.20 050 045
E)Aigl UnLdeenr ’\t‘ﬁCk . n Vf n Vf n Vf n Vf n Vf n Vf
(mrri) (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

0.3 0.006 45,000 450 45,000 428 43,740 313 50,000 500 38475 230 36,045 187

0.1 0.5 0.004 45,000 450 45,000 428 43,740 313 50,000 500 38475 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 36450 517 34,425 363 45000 637 30,375 271 28350 218

1 0.014 40,500 574 36,450 517 34425 363 45000 637 30,375 271 28350 218

0.2 15 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 24300 193 22,680 155

3 0.003 32,400 340 29,160 306 27,540 231 38,880 409 24300 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

15 0.021 36,000 510 32,400 459 30,600 322 43,200 612 27,000 240 25200 194

0.3 2 0.012 32,400 420 29,160 378 27,540 290 38,880 504 24300 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 28800 635 25920 572 24480 401 34560 762 21,600 300 20,160 241

15 0.028 28,800 635 25920 572 24480 401 34560 762 21,600 300 20,160 241

2 0.028 28,800 635 25920 572 24480 401 34560 762 21,600 300 20,160 241

25 0.022 25920 523 23328 471 22,032 361 31,104 627 19,440 269 18,144 217

3 0.016 25920 523 23328 471 22,032 361 31,104 627 19,440 269 18,144 217

0.4 35 0.012 25920 523 23328 471 22,032 361 31,104 627 19,440 269 18,144 217
4 0.01 25920 523 23328 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 15120 155 14,112 118

10 0.002 17,280 228 155552 205 14,688 132 20,736 274 12960 114 12,096 86

1 0.05 28800 635 25920 572 24480 482 34560 762 21,600 300 20,160 241

15 0.05 28800 635 25920 572 24,480 482 34560 762 21,600 300 20,160 241

2 0.035 28,800 635 25920 572 24480 482 34560 762 21,600 300 20,160 241

2.5 0.03 25920 523 23328 471 22,032 397 31,104 627 19440 269 18,144 217

0.02 25920 523 23328 471 22,032 397 31,104 627 19440 269 18,144 217
0.02 25920 523 23328 471 22,032 361 31,104 627 19440 269 18,144 217
0.013 25920 523 23328 471 22,032 361 31,104 627 19,440 269 18,144 217
0.013 23,040 407 20,736 365 19,584 234 27,648 488 17,280 207 16,128 163

0.5

o U~ w

[Note] Please refer to P501
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steelc/ilrltg)c;/nSteel Alloy Steels,Tool PH,FerritSet:el\Aela eSSl Copper, Hardened Steels Hardened Steels
(180~220HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45

cut(ap)
Mill Under Neck

(r?'\iraﬁ) L(f]:rgnt)h & r/rrr11in mmv/fmin r/rrr11in mmv/fmin r/r?ﬂn mmv/fmin r/nQIn mm\?fmin r/nrlin mm\?cmin r/nrlin mm\?min

06 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 24192 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 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
4 0.024 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
5 0.02 25920 746 23328 671 22,032 516 31,104 896 19,440 385 18,144 311

0.6 6 0.015 25920 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 17280 332 16,128 268
8 0.015 23,040 581 20,736 523 19584 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 25,920 816 24,480 572 34,560 1,089 21,600 @ 428 20,160 346

4 0.049 25920 746 23,328 671 22,032 516 31,104 836 19440 385 18,144 311
0.7 6 0.018 25920 746 23,328 671 22,032 516 31,104 836 19440 385 18,144 311
8 0.018 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
10 0.018 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
4 0.056 28,800 907 25920 816 24,480 702 34560 1,089 21,600 619 20,160 380
6 0.032 25920 746 23328 671 22,032 610 31,104 86 21,600 599 18,144 341
0.8 8 0.02 25920 746 23,328 671 22,032 516 31,104 8% 19440 385 18,144 311
10 0.02 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
12 0.012 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
6 0.036 25920 835 23328 806 22,032 618 31,104 985 19,440 500 18,144 373
8 0.023 25920 820 23328 738 22,032 567 31,104 985 19,440 462 18,144 341
10 0.023 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
12 0.023 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
2 01 25920 1220 23328 1,098 22,032 1,035 31,104 1,465 20637 907 18144 761
3 0.085 25920 1,220 23328 1,098 22,032 1,035 31,104 1465 20,637 907 18144 761
4 0.07 25920 1220 23328 1,098 22,032 969 31,104 1465 20,637 867 18,144 689
1 5 0.055 25920 1,220 23328 1,098 22,032 925 31,104 1,465 20637 784 18,144 617
6
7
8

0.9

0.04 23328 1,008 20,995 907 19,829 813 27,994 1210 18,630 671 16,330 419
0.04 23328 1,008 20995 907 19,829 753 27,994 1210 18,630 633 16,330 419
0.04 23328 1,008 20995 907 19,829 753 27,994 1210 18,630 560 16,330 419

[Note] Please refer to P501
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining ) Continuation

PH,Ferrite,Martensite

Workpiece Material
Carbon

Alloy Steels,Tool Copper, Hardened Steels Hardened Steels
Steel,Alloy Steel g Steel ; i "
(180~250H1B) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratalokydaidish el 1.00 0.90 0.70 1.20 0.50 0.45

cut(ap)

Mill Under Neck
Dia. Length ap
(mm) (mm)

9 0.033 23,328 1,008 20995 907 19,829 696 = 27,994 1210 17,496 519 16,330 419

10 0.025 23328 1,008 20995 907 19,829 696 27,994 1210 17,496 519 16,330 419

12 0.025 20,736 784 18662 706 17,626 452 24,883 941 15552 399 14515 313

1 14 0.025 20,736 784 18662 706 17,626 452 24,883 941 15552 399 14,515 313
16 0.015 20,736 671 18662 605 17,626 428 24,883 806 15552 336 14,515 255

20 0.01 18621 549 20,111 494 15828 313 22,345 659 13966 275 13,035 203

25 0.005 15,750 427 17,010 384 13,388 243 18900 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 8% 18662 806 17,626 705 24,883 1,075 15552 462 14515 373

12 10 0.03 20,736 896 18,662 806 17,626 670 24,883 1,075 15552 462 14515 373
12 0.03 20,736 896 18,662 806 17,626 618 24,883 1075 15552 462 14515 373

16 0.02 18432 796 16,589 716 15667 550 22,118 955 13,824 410 12902 331

6 01 20,160 952 18,144 858 17,136 601 24,192 1,143 15120 449 14,112 363

12 0.035 18,144 784 16330 706 15422 541 21,773 941 13,608 404 12,701 326

4 0.11 20,160 1,047 18144 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 15120 561 14,112 434

8 0.08 18,144 862 16,330 846 15422 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 15422 649 21,773 941 13,608 404 12,701 326

14 0.038 18,144 784 16,330 706 15422 649 21,773 941 13,608 404 12,701 326

15 16 0.038 16,128 609 14515 549 13,709 352 19,354 732 12,096 311 11,290 244
18 0.038 16,128 609 14515 549 13,709 352 19,354 732 12,096 311 11,290 244

20 0.038 16,128 609 14515 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

35 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

n Vf n Vf n Vf n Vf n Vf n Vf
r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min

14

6 0.11 18,720 1,081 16,848 1,017 15912 683 22464 1,179 14,040 509 13,104 410

Lo 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 22464 1,179 14,040 556 13,104 448

e 8 0.13 18,720 1,081 16,848 973 15912 621 22464 1,179 14,040 556 13,104 448
2 4 0.2 15,120 1,057 13,608 943 12,852 661 18,144 1257 11,340 493 10,584 399

[Note] Please refer to P501
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SPM200-SN2
2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite

Alloy Steels,Tool Copper, Hardened Steels Hardened Steels
S(tfgeéﬂlzf’syof_‘tgfl Steels(25~35HRC) (3553856,5 - Copper Alloys (45~55HRC) (55~65HRC)
raiio Stcau”t?aa;? el e 1.00 090 0.70 120 050 045
[I\)/Iiia“ UnLdeer{ NﬁCk 8 n Vf n Vf n Vf n Vf n Vf n Vf
(mm') (m%} 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 1,057 13,608 943 12,852 661 18,144 1,257 11,340 493 10,584 399

8 0.14 15120 1,057 13,608 943 12,852 661 18,144 1257 11,340 493 10,584 399
10 0.14 15120 1,057 13,608 943 12,852 661 18,144 1257 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 14515 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 le7
50 0.005 9,072 266 8,165 239 7,711 155 10,886 320 6,804 125 6,350 101
8 0.18 12960 1,122 11,664 1,011 11,016 708 15552 1,347 9,720 578 9,072 427
12 018 12960 1,122 11,664 1,011 11,016 644 15552 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 12442 7183 1,776 307 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
12 021 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
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 1372 7,191 1,222 10,350 2,070 6,345 812 5,922 655
4 16 028 8460 1692 7614 1372 7,191 1222 10,350 2,070 6,345 812 5,922 655

20 028 7614 1523 6853 1234 6472 1,100 9315 1863 5711 731 5,330 590
25 016 7614 1372 6853 1110 6472 990 9,315 1677 5711 731 5,330 590

[Note] Please refer to P501
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Recommended Cutting Data

SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Solid Carbide Endmills |

MILLING TOOLS

) Continuation

Carbon
Steel,Alloy Steel

Alloy Steels,Tool

PH,Ferrite,Martensite
Steel

Copper,

Hardened Steels

Hardened Steels

(180~250H8B) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to stanerd depth of 1.00 0.90 0.70 120 050 045
(r%/]lilra:) Unﬁ:e;r{%ﬁd ap r/n[)ﬂn mm\ﬁ'nin r/rrr‘ﬂn mm\fmin r/nrjﬂn mmv/fmin r/nrjﬂn mm\?cmin r/r?]in mm\?cmin r/nrjlin mm\ﬁ'nin
30 0.16 7614 1372 6,853 1,110 6472 990 9,315 1,677 5711 731 5,330 590
A 35 0.1 6,853 1,234 6,168 999 5,825 891 8,223 1,481 5,140 658 4,797 530
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 5747 946 8,113 1,622 5071 635 4,732 514
25 0.3 6,084 1216 5476 1,094 5171 851 7,301 1,459 4,563 572 4,259 462
5 30 0.2 6,084 1,095 5476 985 5171 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 5564 1,333 5008 1200 4,730 932 6,676 1,466 4,173 689 3,894 506
5 30 0.4 5058 1,211 4552 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 steels (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 low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Steelcf\lr%;/nSteel Alloy Steels,Tool PH,FerritSet,el\glartensite Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of cut(ap) 1.00 0.90 0.70 1.20 0.50 0.45
'[\)Aiia“ Untdeenr '\t‘ﬁd‘ 8 n Vf n Vf n Vf n Vf n Vf n Vf
(mm') (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

0.3 0.006 50,000 350 45,000 299 43,740 218 50,000 350 38475 160 36,045 130

0.1 0.5 0.004 50,000 350 45,000 299 43,740 218 50,000 350 38475 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 45000 446 30,375 189 28350 152

1 0.011 40,500 401 36,450 361 34,425 254 45000 446 30,375 189 28350 152

0.2 15 0.006 36,450 330 32,805 297 30,983 228 43,740 397 27,338 170 25515 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 24300 149 22,680 120

1 0.021 36,000 408 32,400 367 30,600 257 43200 490 27,000 216 25200 174

15 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 24300 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 38880 403 24300 162 22,680 131

1 0.04 28,800 572 25920 514 24480 361 34560 686 21,600 267 20,160 217

15 0.028 28,800 572 25920 514 24,480 361 34560 686 21,600 267 20,160 217

2 0.028 28,800 572 25920 514 24480 361 34560 686 21,600 267 20,160 217

25 0.022 25920 418 23328 376 22,032 288 31,104 501 19,440 215 18,144 173

3 0.016 25920 418 23328 376 22,032 288 31,104 501 19,440 215 18,144 173

0.4 35 0.012 25920 418 23328 376 22,032 288 31,104 501 19,440 215 18,144 173
4 0.01 25920 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 14112 115

10 0.002 17,280 159 15552 143 14,688 105 20,736 191 = 12,960 93 12,096 85

1 0.05 28,800 572 25920 514 24480 401 34560 686 21,600 269 20,160 217

15 0.05 28,800 572 250920 514 24480 401 34560 686 21,600 269 20,160 217

2 0.035 28,800 572 25920 514 24,480 401 34560 686 21,600 269 20,160 217

2.5 0.03 25920 418 23328 376 22,032 319 31,104 501 19,440 215 18,144 173

0.02 25920 418 23328 376 22,032 319 31,104 501 19,440 215 18,144 173
0.02 25920 418 23328 376 22,032 288 31,104 501 19,440 215 18,144 173
0.013 25920 418 23328 376 22,032 288 31,104 501 19440 215 18,144 173
0.013 23,040 325 20,736 292 19,584 187 27,648 390 17,280 166 16,128 130

0.5

o 0~ w

[Note] Please refer to P506
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-SN2
2 Flute, Standard Length

Endmills of Micro Diameter for Deep Machining

Workpiece Material

Ratio to standard depth of

Mill
Dia.
(mm)

0.5

0.6

0.7

0.8

0.9

cut(ap)
Under Neck
Length
(mm)

8

© Nt N W NE

i
Nl o

10
12

10

o N o b~ W N

ap

0.008
0.004
0.042
0.035
0.024
0.02
0.015
0.015
0.015
0.012
0.009
0.07
0.049
0.018
0.018
0.018
0.056
0.032
0.02
0.02
0.012
0.036
0.023
0.023
0.023
0.09
0.07
0.065
0.05
0.035
0.035
0.035

[Note] Please refer to P506

Carbon
Steel,Alloy Steel
(180~250HB)

1.00
r/n?in mm\?fmin
23,040 278
20,160 216
28,800 816
25,920 671
25,920 671
25,920 597
25,920 597
23,040 515
23,040 464
23,040 464
23,040 464
28,800 816
25,920 597
25,920 597
23,040 406
23,040 406
28,800 816
25920 597
25920 597
23,040 406
23,040 406
25,920 746
25,920 671
23,040 464
23,040 406
25920 1,098
25920 1,098
25920 1,098
25,920 1,098
23,328 907
23,328 907
23,328 907

Alloy Steels,Tool

Steels(25~35HRC)

0.90

n

r/min mm/min

20,736
18,144
25,920
23,328
23,328
23,328
23,328
20,736
20,736
20,736
20,736
25,920
23,328
23,328
20,736
20,736
25,920
23,328
23,328
20,736
20,736
23,328
23,328
20,736
20,736
23,328
23,328
23,328
23,328
20,995
20,995
20,995

Vf

250
194
734
604
604
536
536
464
418
418
418
734
536
536
365
365
734
536
536
365
365
671
671
418
373
988
988
988
988
816
816
816

PH,Ferrite,Martensite

Steel

(35~45HRC)

0.70

n

r/min mm/min

19,584
17,136
24,480
22,032
22,032
22,032
22,032
19,584
19,584
19,584
19,584
24,480
22,032
22,032
19,584
19,584
24,480
22,032
22,032
19,584
19,584
22,032
22,032
19,584
19,584
22,032
22,032
22,032
22,032
19,829
19,829
19,829

Vf

155
109
515
464
464
412
412
356
267
267
267
515
412
412
234
234
572
516
412
234
234
516
516
267
267
842
842
842
842
696
696
696

Copper,
Copper Alloys

1.20
r/nrlin mmv/fmm
27,648 334
24,192 259
34,560 980
31,104 806
31,104 806
31,104 716
31,104 716
27,648 618
27,648 536
27,648 536
27,648 536
34,560 980
31,104 716
31,104 716
27,648 487
27,648 487
34,560 980
31,104 716
31,104 716
27,648 487
27,648 487
31,104 896
31,104 896
27,648 557
27,648 487
31,104 1,319
31,104 1,319
31,104 1,319
31,104 1,319
27,994 1,148
27,994 1,148
27,994 1,088

Hardened Steels

(45~55HRC)
0.50
r/nrlin mm\?fmm

17,280 140
15,120 95

21,600 384
19,440 347
19,440 347
19,440 308
19,440 308
17,280 266
17,280 236
17,280 236
17,280 236
21,600 384
19,440 308
19,440 308
17,280 206
17,280 206
21,600 428
19,440 385
19,440 308
17,280 206
17,280 206
19,440 385
19,440 385
17,280 236
17,280 236
19,440 629
19,440 629
19,440 629
19,440 629
17,496 519
17,496 519
17,496 519

) Continuation

Hardened Steels

(55~65HRC)
0.45
r/rgm mm\?(min

16,128 105
14,112 71

20,160 310
18,144 279
18,144 279
18,144 248
18,144 248
16,128 214
16,128 185
16,128 185
16,128 185
20,160 310
18,144 248
18,144 248
16,128 162
16,128 162
20,160 345
18,144 311
18,144 248
16,128 162
16,128 162
18,144 311
18,144 311
16,128 185
16,128 185
18,144 507
18,144 507
18,144 507
18,144 507
16,330 376
16,330 376
16,330 376
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steef/i[l%onSteel Alloy Steels,Tool PH,FerritSet,el\gzlartensite Copper, Hardened Steels Hardened Steels
(180’~25y0HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to s?ur}t(i:g? depth of 1.00 0.90 0.70 1.20 0.50 0.45
(mni) (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

9 0.03 23,328 907 20,995 816 19,829 626 27,994 1,088 17,496 415 16,330 335
10 0.022 23328 806 20995 734 19,829 626 27,994 1,088 17,496 415 16,330 335
12 0.022 20,736 626 18,662 564 17,626 361 24,883 752 15552 319 14515 250
1 14 0.022 20,736 626 18,662 564 17,626 361 24,883 752 155552 319 14,515 250
16 0.012 20,736 536 18,662 483 17,626 342 24,883 644 15552 268 14,515 203
20 0.008 18,621 439 16,759 395 15828 250 22,345 527 13966 192 13,035 142
25 0.005 15,750 341 14,175 307 13,388 194 18900 410 11,813 149 11,025 110
6 0.084 23,040 980 20,736 882 19,584 684 27,648 1,175 17,280 462 16,128 373
8 0.048 20,736 806 18662 725 17,626 616 24,883 967 15552 415 14515 335
12 10 0.03 20,736 806 18,662 725 17,626 616 24,883 967 15552 415 14515 335
12 0.03 20,736 644 18,662 578 17,626 494 24883 860 15552 369 14515 298
16 0.02 18432 636 16,589 501 15667 439 22,118 763 13,824 328 12,902 265
6 01 20,160 857 18,144 771 17,136 541 24,192 1,029 15,120 404 14,112 325
12 0.035 18,144 705 16,330 635 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 14,112 362
6 0.11 20,160 857 18,144 779 17,136 601 24,192 1,029 15,120 449 14,112 362
8 0.06 18,144 784 16,330 706 15422 541 21,773 941 13,608 404 12,701 326
10 0.06 18,144 705 16,330 635 15422 541 21,773 941 13,608 404 12,701 326
12 0.06 18,144 705 16,330 635 15422 541 21,773 846 13,608 364 12,701 293
14 0.038 18,144 705 16,330 635 15422 541 21,773 846 13,608 364 12,701 293
15 16 0.038 16,128 548 14515 494 13,709 316 19,354 658 12,096 279 11,290 219
18 0.038 16,128 548 14515 494 13,709 316 19,354 658 12,096 279 11,290 219
20 0.038 16,128 548 14515 439 13,709 281 19,354 658 12,096 248 11290 194
25 0.023 12,096 352 10,886 282 10,282 200 14,515 423 9,072 157 8,467 119
30 0.015 10,080 239 10,886 191 8,568 134 12,096 287 7,560 100 7,056 80
35 0.01 10,080 212 10,886 167 8,568 134 12,096 256 7,560 100 7,056 80
40 0.005 8,064 113 7,258 102 6,854 68 9,677 137 6,048 53 5,645 43

14

6 0.11 18720 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 22464 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

L8 8 013 18,720 897 16,848 796 15,912 559 22,464 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 P506
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steelc/a\ﬁté?/r\Steel Alloy Steels,Tool PH,FerritSetél\g?rtensite Copper, Hardened Steels Hardened Steels
(ECAZE O = = R (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of 1.00 e . 120 050 045

cut(ap)
Mill Under Neck

: n Vf n Vf n Vf n Vf n Vf n Vf
(E,:%) L(f_gr%t)h &Y 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 12960 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 1,776 245 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 46 9,331 671 8,813 516 12,442 896 1,776 385 7,258 310
20 0.12 10,368 708 9,331 635 8,813 516 12,442 806 1,776 385 7,258 310

’ 25 0.08 10,368 708 9,331 635 8,813 516 12,442 806 1,776 385 7,258 310
30 0.08 10,368 597 9,331 541 8,813 516 12,442 716 1,776 385 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 7,614 1,233 7,191 1,100 10,350 1,863 6,345 730 5,922 589
. 16 0.28 8,460 1,523 7,614 1,233 7,191 1,100 10,350 1,863 6,345 730 5,922 589

20 0.28 7,614 1370 6,853 1,110 6,472 989 9,315 1,677 5711 657 5,330 529
25 0.16 7,614 1233 6,853 998 6,472 891 9,315 1,508 5711 657 5,330 529

[Note] Please refer to P506
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

sl | oS ORGSR comw | s | et
Ratio to Sté"u”t‘(j:g;j depth of 100 0.90 0.70 120 050 045
Ih),‘iialul. Unlfjeer\rg,\tIﬁCk ap n vf n vf n i n v i v . /i
(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
30 0.16 7614 1233 6,853 998 6,472 792 9,315 1508 5711 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 1036 5,140 460 4,797 371
50 0.06 5922 592 6,395 533 5,034 414 7,106 710 4,442 278 4,145 224
20 0.3 6,761 1216 6,085 1,094 5747 851 8,113 1459 5,071 572 4,732 462
25 0.3 6,084 1,094 5476 985 5171 765 7301 1312 4,563 514 4,259 415
5 30 0.2 6,084 985 5,476 886 5171 689 7301 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 5008 1,000 4,730 778 6,676 1,333 4173 522 3,894 422
30 0.4 5058 1,010 4,552 909 4,299 707 6,070 1211 3,794 474 3,541 383
° 40 03 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 3,375 384 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 steels (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 low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Steelclilrltg)?/gteel Alloy Steels,Tool PH,FerritSet,el\glartensite Copper, Hardened Steels Hardened Steels
(180~25011B) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
eI Stj‘u”t‘(j;’;;j depiin @i 1.00 0.90 0.80 120 0.65 0.60
il Under
Dia. Neck ap n /i n /i n A n. A n Vf n /i v
(mm) L(tm%t? r/min  mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min mmy/min

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 34,425 572 45,000 728 30,375 448 28,350 365

0.2 0.5 0.02 45,000 830 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

15 0.008 42,300 el 38,475 709 36,338 603 45,000 728 32,063 473 29,925 386

0.008 37,800 697 36,450 671 34,425 572 45,000 728 30,375 448 28,350 365

0.05

2
1 0.016 43,200 1,045 38,880 941 36,720 660 45,000 1,087 32,400 492 30,240 397
002 2 0.011 34,992 774 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 43200 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
0.05 2 0.012 34,992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
2.5 0.01 34,992 774 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 24,932 353 23,270 284
1 0.016 34,470 929 31,104 836 29,030 714 41,472 1,115 25,920 558 24,053 457
2 0.013 34,470 836 31,104 752 29,030 643 41,472 1,004 25920 501 24,053 411
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 41,472 1,115 25920 558 24,053 457
15 002 34470 929 31,104 836 29,030 714 41,472 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 31,725 702 19,828 351 18,401 288
35 0012 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 34,470 929 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
0.5 0.02 5

0.013 34,470 929 31,104 836 29,030 714 41472 1,115 25,920 558 24,053 457

[Note] Please refer to P517
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining » Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite

Scolpied | lorsiedgtoel | TG o verderdieds | ot

Rt to starars depth of 100 090 080 120 065 0.60

wi n n vf vf n v n

(r?nlraﬁ) (mm) Lenqr%;c)h ® r/min mm\?fmin r/min mm/min r/rrr11in mm/min r/rrrlin mm\?(min r/min mm/min r/min mm\?fmin
3 0.01 27,994 755 25,195 675 23,794 571 33,593 900 20,995 426 19,596 343
0.02 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 25920 558 24,053 457
2 0.023 34,470 929 31,104 836 29,030 714 41,472 1,115 25920 558 24,053 457
3 0.017 27,994 755 25,195 675 23,794 571 33,593 900 20,995 426 19,596 343
00 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 41472 1,115 25920 558 24,053 457
2 0.03 34,470 929 31,104 836 29,030 714 41472 1,115 25920 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 34470 1310 31,104 1,182 29,030 892 41,472 1576 25920 697 24,053 572
002 4 0.013 27,994 1,032 25195 929 23,794 713 33,593 1,238 20,995 532 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 34470 1,310 31,104 1,182 29,030 892 41,472 1576 25920 697 24,053 572
4 0.019 27,994 1,032 25195 929 23,794 713 33593 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 34470 1310 31,104 1,182 29,030 892 41,472 1576 25920 697 24,053 572
4 0.024 27,994 1,032 25195 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 15,513 393 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% 6 0.015 21,773 803 19,596 723 18,507 554 26,127 963 16,330 414 15,241 334
o1 4 0.029 27,994 1,032 25,195 929 23,794 713 33,593 1,238 20,995 532 19,596 429
ot 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 P517
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
Alloy Steels,Tool ’ 4 Copper, Hardened Steels Hardened Steels
Steel Alloy Steel i~ Steel ] e
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Bauche Stcau”t‘(jaag? Ao 1.00 090 080 120 065 0.60
Mill ek v v v
0 r ec n n n n
(r[7)1|?ﬁ) (mm) L(?'Rr%wth aY r/min mm\?(min r/min mm/min r/r?ﬂn mm/min r/nrlin mm\?:nin r/min mm/min r/min mm\?min
0.00 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
’ 6 0.013 27,540 914 24,786 823 23,409 T 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
0B 6 0.015 27,540 914 24,786 823 23,409 T 33,048 1,096 20,655 609 19,278 498
’ 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
’ 01 6 0.019 27,540 914 24,786 823 23,409 T 33,048 1,096 20,655 609 19,278 498
’ 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
i 6 0.032 27,540 914 24,786 823 23,409 T 33,048 1,096 20,655 609 19,278 498
' 8 0.018 22,032 680 19,829 612 18,727 578 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 42993 2,579 26,655 1279 24,936 1,047
4 0.013 32,400 1,941 29,160 1,747 27,540 1485 38,8380 2,329 24300 1,165 22,680 951
0.0 6 0.01 26,244 1415 26,369 1,581 22,307 1,202 31,493 1,698 19,683 943 18,371 770
’ 8 0.008 23,328 1257 23,620 1274 19,829 1,069 27,994 1509 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 35541 2,132 32,101 1,926 30,095 1,625 42993 2,579 26,655 1279 24,936 1,047
3 0.035 35541 2,132 32,101 1,926 30,095 1,625 42993 2579 26,655 1279 24936 1,047
1 4 0.027 32,400 1,941 29,160 1,747 27540 1485 38,880 2,329 24300 1,165 22,680 951
5 0.021 28,662 1,719 26,369 1,581 24936 1346 35827 2,149 22,070 1,059 20,636 867
5 6 0.017 26,244 1,415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
’ 8 0.016 23,328 1,257 20,995 1,132 19,829 1,069 27,994 1,509 17,496 839 16,330 685
10 0011 20,412 1,101 18371 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
01 2 0.065 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1279 24,936 1,047

3 0.05 35541 2,132 32,101 1926 30,095 1,625 42993 2,579 26,655 1,279 24936 1,047

[Note] Please refer to P517
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
steelaloyieel SRR Sl T copitnleys | acisRo. | seRe
Ratio to standlard depth of 1.00 090 0.80 120 065 060
Al r LIJ\lnedc(lir n n Vf Vf n Vf n
(Eﬁlﬁ’;) (mm) L(?Tr:%t)h b r/min mm\fmin /min mm/min r/nQIn mm/min r/r?ﬂn mm\?cmin f/min mm/min  /min mm\ﬁfmm
4 0.038 32,400 1,941 29,160 1,747 27,540 1485 38,830 2,329 24300 1,165 22,680 951
5 0.03 28662 1,719 26,369 1581 24936 1346 35827 2,149 22,070 1,059 20,636 867
6 0.024 26,244 1415 23,620 1274 22307 1202 31,493 1,698 19,683 943 18,371 770
8 0.024 23328 1257 20,995 1,132 19,829 1,069 27,994 1509 17,496 839 16,330 685
o1 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
2 011 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 42993 2,579 26,655 1,279 24,936 1,047
4 0.07 32,400 1941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
5 0.05 28662 1,719 26,369 1,581 24936 1,346 35827 2,149 22,0710 1,059 20,636 867
6 0.04 26,244 1415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
02 8 0.04 23,328 1,257 20,995 1,132 19,829 1,069 27,994 1509 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 1926 30,095 1,625 42993 2579 26,655 1,279 24936 1,047
3 0.09 35541 2,132 32,101 1926 30,095 1,625 42993 2579 26,655 1,279 24936 1,047
4 0.07 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24300 1,165 22,680 951
5 0.05 28662 1,719 26,369 1,581 24936 1,346 35827 2,149 22,070 1,059 20,636 867
6 0.04 26,2244 1,415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
03 8 0.04 23328 1257 20,995 1,132 19,829 1,069 27,994 1509 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 28662 1,719 26,369 1,581 24936 1,346 35827 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 o3 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 P517
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Seclysee  MySeelfont | TG comer | Hadenedineds adened
Ratioto Stgu”t‘(j:g? depth of 1.00 0.90 0.80 120 0,65 0.60
Nl r L’qu;dcir n n Vf Vf n Vf n
(r?wlr?i) (mm) I_(errr:%t)h &Y r/min mm\fmin /min mm/min r/nr1in mm/min r/nQin mm\?:'nin //min mm/min  r/min mm\?:'nin
5 0.05 28662 1,719 26,369 1,581 24936 1,346 35827 2,149 22,070 1,059 20,636 867
0o 10 0.025 23,328 1257 18,371 990 17,350 935 24494 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
95 20 0.01 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
5 0.05 28662 1,719 26,369 1,581 24936 1,346 35827 2,149 22,0710 1,059 20,636 867
e 10 0.025 23,328 1,257 18371 990 17,350 935 24494 1320 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 24930 1614 22,453 1,453 20957 1240 29,938 1,938 18,711 968 17,364 795
6 004 23885 1543 21,401 1382 20,255 1,199 28662 1,851 17,961 930 16,624 761
8 0.036 22,680 1467 20,412 1320 19,278 1,141 27216 1,760 17,010 881 15,876 726
o1 12 0.036 18,144 1,174 16,330 1,057 15,422 913 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 24930 1,614 22,453 1453 20,957 1,240 29,938 1,938 18,711 968 17,364 795
6 0.065 23,885 1543 21,401 1,382 20,255 1,199 28662 1,851 17,961 930 16,624 761
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
02 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 0.07 24930 1,614 22,453 1,453 20,957 1,240 29,938 1,938 18,711 968 17,364 795
6 0.065 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
8 006 22680 1467 20412 1320 19278 1141 27216 1760 17,010 881 15876 726
03 12 0.06 18,144 1,174 16,330 1,057 15422 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 24930 1,614 22453 1,453 20957 1,240 29938 1938 18,711 968 17,364 795
6 0.08 23885 1,543 21,401 1,382 20,255 1,199 28662 1,851 17,961 930 16,624 761
G 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 18144 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 16,934 974 10,584 533 9,878 426
20 0.035 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

[Note] Please refer to P517
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite

Seciliyses  florsiedetod MG o vorgendteds gt

Ratiojto Stj‘u”t‘(j:g? depthiof 1.00 0.90 0.80 120 0.65 0.60

Mill r Ll{lr:edcir n n Vf Vf n Vf n

(r?]lraﬁ) (mm) L(ir]]%t)h as r/min mm\fmin r/min mm/min r/nrjﬂn mm/min r/r?ﬂn mm\ﬁnin r/min mm/min r/min mmv/fmin
5 0.04 23885 1543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
10 0.036 18,144 1174 16,330 1,057 15,422 913 21,773 1,409 13,608 705 12,701 581
o1 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
5 0.065 23,885 1543 21,401 1,382 20,255 1,199 28662 1,851 17,961 930 16,624 761
10 0.06 18,144 1,174 16,330 1,057 15422 913 21,773 1,409 13,608 705 12,701 581
. 15 0038 14112 812 12,701 731 11,995 604 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
5 0.065 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
10 006 18144 1,174 16,330 1,057 15422 913 21,773 1,409 13,608 705 12,701 581
03 15 0038 14,112 812 12,701 731 11,995 604 16934 974 10,584 533 9878 426
20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
4 0.08 21,783 2,448 19,634 2,207 18,487 2,077 25,796 2,899 16,337 1,467 15334 1,205
6 0.07 20,790 2,336 18,711 2,102 17,672 1985 24,948 2,803 155593 1,401 14,553 1,144
8 0.055 18900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1274 13,230 1,040
12 0.03 15309 1,548 13,778 1,393 13,013 1,316 18371 1,857 11,482 1,031 10,716 842
o1 16 0.03 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749
20 0.025 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8,931 721 8,335 588
25 0.015 11907 1,203 10,716 1,084 10,121 1,023 14288 1,445 8,931 721 8,335 588
30 001 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559
4 0.1 21,783 2,448 19,634 2,207 18,487 2,077 25796 2,899 16,337 1467 15334 1205
6 0.08 20,790 2,336 18,711 2,102 17,672 1985 24948 2803 15593 1,401 14,553 1,144
’ 8 0.07 18900 2,123 17,010 1,911 16,065 1,805 22,680 2,547 14,175 1274 13230 1,040
12 0.04 15309 1,548 13,778 1,393 13,013 1,316 18371 1,857 11,482 1,031 10,716 842
02 16 0.04 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749
20 0.035 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8,931 721 8,335 588
25 0.025 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8,931 721 8,335 588
30 0.017 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559
4 0.13 21,783 2,448 19,634 2,207 18,487 2,077 25,796 2,899 16,337 1,467 15334 1,205
s 6 011 20,790 2,336 18711 2,102 17,672 1985 24,948 2,803 15593 1,401 14553 1,144

8 0.09 18900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1274 13,230 1,040
12 0.06 15309 1,548 13,778 1,393 13,013 1316 18371 1,857 11,482 1,031 10,716 842

[Note] Please refer to P517
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining » Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
Alloy Steels,Tool ’ g Copper, Hardened Steels Hardened Steels
Steel,Alloy Steel ~ Steel e -
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to Stj‘u”t‘(j;gf depth of 100 0.90 0.80 120 0.65 0.60
bl N vf vf vf
! r ec n n n n
(Ejlﬁq') (mm) L(enq%t)h ap r/min mm\?:'nin /min  mm/min r/r?ﬂn mm/min r/nr;in mm\fmin /min mm/min /min mm\?(min
16 0.06 13,608 1,375 12,247 1238 11567 1,169 16,330 1,651 10,206 917 9,526 749
20 0.037 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8,931 721 8,335 588
0.3

25 0.03 11,907 1,203 10,716 1,084 10,121 1,023 14288 1445 8,931 721 8,335 588
30 0021 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7918 559
6 0.17 20,790 2,336 18,711 2,102 17,672 1985 24948 2,803 15593 1401 14553 1,144
8 0.14 18500 2,123 17,010 1,911 16,065 1,805 22,680 2,547 14,175 1274 13,230 1,040
12 0.08 15309 1,548 13,778 1,393 13,013 1316 18371 1,857 11,482 1,031 10,716 842
05 16 0.08 13,608 1,375 12,247 1,238 11567 1,169 16330 1,651 10,206 917 9,526 749
20 0.05 11,907 1,203 10,716 1,084 10,121 1,023 142838 1,445 8,931 721 8,335 588

’ 25 0.05 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588
30 0.03 11312 1,144 10,181 1,029 9,615 972 13,574 1373 8483 685 7,918 559

6 022 20,790 2336 18711 2,102 17,672 1985 24948 2,803 15593 1401 14553 1,144

8 0.2 18,900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14175 1274 13230 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 0.1 13,608 1,375 12,247 1,238 11,567 1,169 16330 1,651 10,206 917 9,526 749

20 0.06 11907 1,203 10,716 1,084 10,121 1,023 14288 1445 8931 721 8,335 588

25 0057 11907 1,203 10,716 1,084 10,121 1,023 14288 1445 8931 721 8,335 588

30 0.045 11312 1,144 10,181 1,029 9,615 972 13,574 1373 8,483 685 7918 559

10 0.05 15309 1548 13,778 1,393 13,013 1316 18371 2,064 11,482 1,031 10,716 842

01 20 0.03 11907 1,203 10,716 1,084 10,121 1,023 14288 1605 8931 721 8,335 588

30 0.015 11312 1,144 10,181 1,029 9,615 972 13,574 1373 8,483 685 7,918 559

10 0.07 15309 1548 13,778 1,393 13,013 1316 18371 2,064 11,482 1,031 10,716 842

02 20 0.04 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,605 8,931 721 8,335 588

30 0.025 11312 1,144 10,181 1,029 9,615 972 13,574 1373 8483 685 7,918 559

= 10 0.09 15309 1548 13,778 1,393 13,013 1316 18371 2,064 11482 1,031 10,716 842
03 20 0.06 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,605 8,931 721 8,335 588

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 1548 13,778 1,393 13,013 1316 18371 2,064 11482 1,031 10,716 842

05 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 0.05 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7918 559

3 o1 6 0.08 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

8 0.07 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

[Note] Please refer to P517
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite

Scolpied | lorsiedgtoel | TG o verderdieds | ot

Ratio o stafdarcldepth of 100 090 080 120 065 0.60

i n n vf vf n i n

(rl?nlraﬁ) (mm) Lir:r%;cy ® r/min mm\?fmin r/min mm/min r/rrr11in mm/min r/r?ﬂn mm\?(min r/min mm/min r/min mm\?fmin
12 0.05 14400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
16 0.035 14,400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
18 0.035 12,898 1811 11,464 1,609 10,987 1543 15287 2,146 9554 1,074 9,076 893
o 20 0.035 11,664 1,638 10498 1474 9914 1392 13997 1966 8,748 983 8,165 803
30 0.027 9,072 1,143 8165 1,029 77711 971 10,886 1,372 6,804 694 6,350 559
35 0.02 9072 1,143 8165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
6 0.1 14,400 2,021 1290 1,820 12240 1,718 17,280 2,426 10,800 1,213 10,080 991
8 0.09 14400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
12 0.07 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
16 0.05 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
02 18 0.05 12,898 1,811 11,464 1,609 10987 1543 15287 2,146 9554 1074 9,076 893
20 0.05 11,664 1,638 10,498 1474 9914 1392 13997 1966 8,748 983 8,165 803
30 0.04 9072 1,143 8165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
35 0035 9072 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 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
8 013 14400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
’ 12 0.1 14400 2,021 1290 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
03 16 0.075 14,400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

18 0075 12,898 1,811 11,464 1,609 10987 1543 15287 2,146 9,554 1,074 9,076 893
20 0.075 11664 1638 10498 1474 9914 1,392 13997 1966 8,748 983 8,165 803
30 0.06 9,072 1,143 8,165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
35 0.05 9,072 1,143 8,165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
8 0.18 14400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
12 0.13 14400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
16 0.1 14400 2,021 1290 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
05 18 01 12,898 1811 11464 1,609 12240 1,718 15287 2,146 9,554 1,074 9,076 893
20 01 11,664 1638 10498 1474 9914 1,392 13997 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 0.065 9,072 1,143 8,165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
8 02 14,400 2,021 1290 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991
1 12 0.15 14400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
16 0.12 14400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

[Note] Please refer to P517
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Recommended Cutting Data (General type)

SPM200-RN2

2 Flute, Corner Radius

Endmills of Micro Diameter for Deep Machining

Workpiece Material

Ratio to standard depth of

cut(ap)
[h)/ligl. g L,J\ﬂ;iir ap
(mm) (Mm) Length

18 0.11

20 0.11

3 1

30 0.09
35 0.075

8 0.08
12 0.065

16 0.06
0.1 20 0.055
30 0.045

35 0.04

45 0.03

8 0.16

12 0.14

16 0.13

0.2 20 0.11

30 0.1

35 0.08
4 45 0.06
8 0.24

12 0.22

16 0.2
0.3 20 0.18
30 0.16
35 0.14

45 0.12

12 0.35

16 0.25

20 0.2

0.5

30 0.15

35 0.1

45 0.05

[Note] Please refer to P517

Carbon
Steel,Alloy Steel
(180~250HB)
1.00

r/r?ﬂn mm\?(min
12,898 1,811
11,664 1,638
9,072 1,143
9,072 1,143
12,420 2,160
12,420 2,160
10,301 1,791
10,301 1,791
8,239 1,290
8,239 1,290
6,592 825
12,420 2,160
12,420 2,160
10,301 1,791
10,301 1,791
8,239 1,290
8,239 1,290
6,592 825
12,420 2,160
12,420 2,160
10,301 1,791
10,301 1,791
8,239 1,290
8,239 1,290
6,592 825
12,420 2,160
10,301 1,791
10,301 1,791
8,239 1,290
8,239 1,290
6,592 825

Alloy Steels,Tool

Steels(25~35HRC)

0.90

n Vf
r/min mm/min

11,464
10,498
8,165
8,165
11,178
11,178
9,064
9,064
7415
7415
5,933
11,178
11,178
9,064
9,064
7,415
7,415
5933
11,178
11,178
9,064
9,064
7,415
7,415
5,933
11,178
9,064
9,064
7415
7415
5,933

1,609
1,474
1,029
1,029
1,944
1,944
1,576
1,576
1,161
1,161
743
1,944
1,944
1,576
1,576
1,161
1,161
743
1,944
1,944
1,576
1,576
1,161
1,161
743
1,044
1,576
1,576
1,161
1,161
743

Steel
(35~45HRC)
0.80

N v
r/min mm/min
12,240 1,718
9,914 1,392
7,711 971
7,711 971
10,557 1,836
10,557 1,836
8,652 1,504
8,652 1,504
7,003 1,096
7,003 1,096
5,603 702
10,557 1,836
10,557 1,836
8,652 1,504
8,652 1,504
7,003 1,096
7,003 1,096
5,603 702
10,557 1,836
10,557 1,836
8,652 1,504
8,652 1,504
7,003 1,096
7,003 1,096
5,603 702
10,557 1,836
8,652 1,504
8,652 1,504
7,003 1,096
7,003 1,096
5,603 702

PH,Ferrite,Martensite

Solid Carbide Endmills | MILLING TOOLS

Copper,
Copper Alloys

120

r/nrlin mm\?cmin
15,287 2,146
13,997 1,966
10,886 1,372
10,886 1,372
14,904 2,592
14904 2,592
12,360 2,149
12,360 2,149
9,887 1,547
9,887 1,547
7,910 990

14904 2,592
14904 2,592
12,360 2,149
12,360 2,149
9,887 1,547
9,887 1,547
7,910 990

14,904 2,592
14,904 2,592
12,360 2,149
12,360 2,149
9,887 1,547
9,887 1,547
7,910 990

14,904 2,592
12,360 2,149
12,360 2,149
9,887 1,547
9,887 1,547
7,910 990

) Continuation

Hardened Steels

(45~55HRC)
0.65

r/rr\jﬂn mm\?fmin
9,554 1,074
8,748 983
6,804 694
6,804 694
9,315 1,296
9,315 1,296
7,416 1,031
7,416 1,031
6,179 774
6,179 74
4,945 499
9,315 1,296
9,315 1,296
7,416 1,031
7,416 1,031
6,179 74
6,179 774
4,945 499
9,315 1,296
9,315 1,296
7,416 1,031
7,416 1,031
6,179 174
6,179 774
4,945 499
9,315 1,296
7,416 1,031
7,416 1,031
6,179 774
6,179 774
4,945 499

Hardened Steels

(55~65HRC)
0.60

r/nr']nn mm\?fmin
9,076 893
8,165 803
6,350 559
6,350 559
8,694 1,058
8,694 1,058
7,004 852
7,004 852
5,767 632
5,767 632
4,614 401
8,694 1,058
8,694 1,058
7,004 852
7,004 852
5,767 632
5,767 632
4,614 401
8,694 1,058
8,694 1,058
7,004 852
7,004 852
5,767 632
5,767 632
4,614 401
8,694 1,058
7,004 852
7,004 852
5,767 632
5,767 632
4,614 401
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

il gt TSI g mSest e
Ratio to standard depth of cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
wil e n n vf vf n vf n
(r?wlr?ri) (mm) L(?ﬂﬁ]t)h ® r/min mm\?fmin r/min mm/min r/rrr11in mm/min r/r?ﬂn mm\?(min r/min mm/min r/min mm\7r1win
12 04 12,420 2,160 11,178 1,944 10,557 1,836 14904 2,592 9,315 1296 8,694 1,058
16 029 10,301 1,791 9,064 1576 8,652 1,504 12,360 2,149 7416 1,031 7,004 852
4 1 20 023 10,301 1,791 9,064 1576 8,652 1504 12,360 2,149 7416 1,031 7,004 852
30 017 8,239 1290 7,415 1,161 7,003 1,096 9,887 1,547 6,179 e 5,767 632
35 0.12 8,239 1290 7,415 1,161 7,003 1,096 9,887 1,547 6,179 e 5,767 632
45 0.06 6,592 825 5,933 743 5,603 702 7,910 990 4,945 499 4614 401
20 0.08 9885 2,149 8389 1,934 8,402 1826 11,861 2579 7,413 1290 6919 1,053
o1 40 0.06 8,901 1,733 8,011 1561 7566 1473 10,681 2,081 6,676 1040 6231 850
20 016 988 2149 8389 1934 8,402 1826 11,861 2579 7,413 1290 6,919 1,053
02 40 0.13 8,901 1,733 8,011 1561 7566 1473 10,681 2,081 6,676 1,040 6,231 850
- 03 20 024 988 2149 88% 1934 8402 1826 11861 2579 7413 1290 6,919 1,053
40 0.2 8,901 1,733 8,011 1561 7566 1473 10,681 2,081 6,676 1,040 6,231 850
05 20 035 988 2,149 889% 1934 8,402 1826 11,861 2579 7413 1290 6,919 1,053
40 0135 8901 1,733 8,011 1,561 7,566 1,473 10,681 2,081 6,676 1,040 6,231 850
) 20 0.4 9,885 2,149 8896 1934 8402 1826 11,861 2,579 7,413 1290 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 1,934 7,003 1,827 9,887 2,579 6,179 1290 5,767 1,053
18 0.065 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1290 5,767 1,053
01 24 0.06 8239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1290 5,767 1,053
35 0.05 7411 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5,558 1,044 5,188 852
55 0.04 5765 1,354 5,189 1219 4901 1,150 6,918 1,625 4325 812 4,036 663
12 016 8239 2,149 7415 1934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
18 0.14 8239 2,149 7415 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
35 011 7411 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5,558 1,044 5,188 852
55 0.08 5,765 1,354 5,189 1219 4901 1,150 6,918 1,625 4,325 812 4,036 663
12 024 8239 2,149 7,415 1934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
18 022 8239 2,149 7,415 1934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
03 24 0.2 8,239 2,149 7415 1934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
35 018 7411 1,740 6,670 1,566 6,299 1479 8893 2,088 5558 1,044 5,188 852
55 0.14 5,765 1,354 5,189 1219 4901 1,150 6,918 1,625 4,325 812 4,036 663

[Note] Please refer to P517
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Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius

Endmills of Micro Diameter for Deep Machining

Workpiece Material

Solid Carbide Endmills |

MILLING TOOLS

) Continuation

Carbon PH,Ferrite,Martensite
colfiheg | Moyt TGN oy s g
Ratio to standard depth of 100 090 0.80 120 065 060

i r lf\lnedcir n n Vf Vf n Vf n
(51'21') (mm) L(?Tr:rgnt)h & r/min mmv/fmin //min - mm/min r/r?ﬂn mm/min r/nr;in mm\;fmin /min  mm/min  r/min mm\fmin
18 0.35 8,239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
24 0.29 8,239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
0> 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 4,901 1,150 6,918 1,625 4,325 812 4,036 663
18 0.4 8,239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
24 0.35 8,239 2,149 7,415 1,934 7,003 1,827 9,887 2,579 6,179 1,290 5,767 1,053
! 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 4,901 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
steels (45~55HRC), ap*0.65.
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 low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Carbon PH,Ferrite,Martensite
Sichloy el JSeAslen, TG copr | Hodnedsiss Hardened st
(180~250HB) e ) (35~45HRO) oppperAleyE
Ratio to Stcau”t‘(j:g? depth of 1.00 0.90 0.80 120 0.65 0.60
Eﬂi!l r LIJ\lnedc(lir ap n. v n. Vf @ Vf @ v n Vf n v
(mn'i) (mm) L(?T?%t)h r/min mm/min r/min mm/min ¢/min mm/min t/min mm/min r/min mm/min r/min mm/min

0.5 0.016 45,000 232 45,000 207 45,000 185 45,000 276 45,000 162 45,000 144

0.02 1 0.011 45,000 232 45,000 207 45,000 185 45,000 276 45,000 162 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 45,000 232 45,000 207 45,000 185 45,000 276 45,000 162 45,000 144
1 0.014 45,000 232 45,000 207 45,000 185 45,000 276 45,000 162 45,000 144

15 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 45,000 410 45,000 626 45,000 302 45,000 288

002 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

15 0.016 45,000 527 40,500 464 40,500 410 45,000 626 40,500 302 40,500 288

005 2 0.012 40,500 477 40,500 414 40,500 378 40,500 558 40,500 270 40,500 261

2.5 0.01 36,000 424 36,000 368 36,000 336 36,000 496 36,000 240 36,000 232

0.008 31,500 371 31,500 322 31,500 293 36,000 454 27,000 180 27,000 175
0.016 45,000 522 45,000 466 45,000 415 45,000 622 36,000 288 32,400 243
0.013 40,500 468 40,500 423 40,500 369 40,500 558 32,400 261 30,600 216
0.01 36,000 369 36,000 333 36,000 297 36,000 432 29,520 216 23,040 180
0.007 27,000 288 27,000 252 27,000 225 27,000 333 19,440 144 17,280 135
0.025 45,000 522 45,000 466 45,000 415 45,000 622 36,000 288 32,400 243
15 0.02 45,000 522 45,000 466 45,000 415 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 0015 36450 432 36,450 360 36,450 BS3) 36,450 504 30,060 243 27,540 198
3 0.014 36,000 369 36,000 BSS) 36,000 297 36,000 432 29,520 216 23,040 180

35 0012 32,400 342 32,400 288 32,400 270 32,400 378 26,460 180 20,628 162

03

3

1

2
0.02

3

4

1

4 0.008 27,000 288 27,000 252 27,000 225 27,000 3B 19,440 144 17,280 135

1 0.033 45,000 522 45,000 466 45,000 415 45,000 622 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

o 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 45,000 808 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284

B ° 2 0.013 45,000 808 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284

[Note] Please refer to P528
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

sl | ot TR o s e
Ratio to standard depth of 100 090 0.80 120 065 060

Dy T ek ap 0 i ol g n Ui vf B Ui ) vf
(mm) (mm) L(%Qrgrhh fmine o ymin Umine o mm/ming e mm/ming e pymin . 7mine mm/mine/mine e
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

3 0.017 40,500 729 40,500 616 32,400 373 40,500 864 24,300 284 22,050 235

005 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

3 0.02 40,500 729 40,500 616 32,400 373 40,500 864 24,300 284 22,050 235

o 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

002 4 0.013 36,000 4T 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 47 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207

005 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 47 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

4 0.024 36,000 47 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207

00 6 0.015 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189

o1 4 0.029 36,000 47 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
o 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 P528

GESAC _519




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Secilorses  lorsidstodl MG coppe  verdoredieds dened s
il {0 s?uq?:g? depthiof 100 0.90 0.80 120 0.65 0.60
il r L#\Inedcir n n Vf Vf n Vf n
(r?]lre;) (mm) L(iqr%;()h I r/min mmv/fmin r/min mm/min r/r%in mm/min r/rrr]ﬂn mm\;fmin r/min mm/min r/min mm\?cmin
4 0.016 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
0.02 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
6 0.015 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
0.05 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
4 0.032 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
08 6 0.019 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
o 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
02 8 0.018 26,123 540 18,720 382 18,000 332 27,000 642 14,580 233 14,580 207
12 0015 26,123 513 18,720 363 18,000 315 27,000 609 14,580 221 14,580 197
2 0.016 32,101 1412 28,868 1270 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
6 0.01 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485
0.02 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 1270 27,229 1,089 38,408 1,689 24,057 866 22,453 718
3 0.035 30,618 1316 27,556 1,185 27,265 1,091 36,716 1,579 22,964 780 21,433 643
4 0.027 29,160 1,223 26,244 1,101 26,025 1,015 34992 1467 21,870 734 20,412 599
! 5 0.021 25981 1,039 23,384 935 24,786 935 31,242 1,249 19,486 654 18,187 535
6 0.017 23,620 891 21,258 802 22,084 835 28,344 1,070 17,715 594 16,534 485
0.05 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
o1 2 0.065 32,101 1412 28868 1270 272265 1,091 38,408 1,689 24,057 866 22,453 718

3 0.05 30618 1316 27556 1,185 26,025 1,015 36,716 1579 22,964 780 21,433 643

[Note] Please refer to P528

520 _ GESAC




Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
SecAbyses  lorsiedstod TGS coppe - verdorediess g e
Ratio to standard depth of 100 090 0.80 120 065 060

E\)Aiia“. r l#\lnedcir ap n v n. Vf Qo /i v n. Vf n v
(mm) (mm) L(%\rgg)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 0.038 29,160 1223 26,244 1,101 24,786 935 34992 1467 21,870 734 20,412 599

5 0.03 25981 1,039 23,384 935 22,084 835 31,242 1249 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

o 10 0015 18371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

12 0015 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

2 011 32101 1,412 28868 1270 27,265 1,091 38,408 1,689 24,057 866 22,453 718

3 0.09 30618 1,316 27,556 1,185 26,025 1,015 36,716 1579 22,964 780 21,433 643

4 0.07 29,160 1,223 26,244 1,101 24,786 935 34992 1467 21,870 734 20,412 599

5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1249 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 18371 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 28868 1270 27,265 1,091 38,408 1,689 24,057 866 22,453 718

3 0.09 30618 1316 27556 1,185 26,025 1,015 36,716 1579 22,964 780 21,433 643

4 0.07 29,160 1,223 26,244 1,101 24,786 935 34992 1467 21,870 734 20,412 599

5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1249 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 18371 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 0015 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 25981 1,039 23,384 935 22,084 835 31242 1249 19,486 654 18,187 535

. . 10 0.015 18371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

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 P528
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
Secilyses  florsiedetod MG o vordendteds et
Ratio to standard depth of 1.00 090 0.80 120 065 060

Iglliia“. Lﬁ'rgjcir ap 0. Vf n Vf n vf n v n vf n e
(mm) (mm) L(errqr%wt)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mmymin

5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1249 19,486 654 18,187 535

10 0.025 18371 693 16,534 624 15,615 590 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

1 5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1249 19,486 654 18,187 535

10 0.025 18371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

03 15 0016 16,330 480 14,697 493 13,880 408 19,596 51 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 25,605 1,157 16,051 644 14,904 524

8 0.036 20,412 924 18,371 832 17,350 786 24,494 1,110 15,309 617 14,288 503

o1 12 0036 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 1220 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 20412 924 18,371 832 17,350 786 24,494 1,110 15,309 617 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 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

ko 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 18,371 832 17,350 786 24,494 1,110 15,309 617 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 25,605 1,157 16,051 644 14,904 524

05 8 0.07 20,412 924 18,371 832 17,350 786 24494 1,110 15,309 617 14,288 503

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 15,241 614 9,526 336 8,890 268
20 0.035 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

[Note] Please refer to P528
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
sedflotes  oseeiel TGS comg mdies s
Ratio to standard depth of 1.00 0.90 0.80 120 065 060

Igliia“. r l#\‘rgiir ap 0, i n v n vf n Vi n vf n v
(mm) (mm) I_(enq%]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 1220 16,840 610 15,628 500

10 0.036 20412 924 18,371 832 17,350 786 24,494 1,110 15,309 617 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 1,220 16,840 610 15,628 500

10 0.06 20,412 924 18,371 832 17,350 786 24,494 1,110 15,309 617 14,288 503

FE02 s oo 12,701 511 11431 460 10796 381 15241 614 9,526 336 8890 268

20 003 12,701 511 11,431 460 10,796 381 15241 614 9,526 336 8,890 268

5 0065 22437 1,017 20208 915 18860 781 26944 1220 16840 610 15628 500

10 0.06 20,412 924 18,371 832 17,350 786 24,494 1,110 15,309 617 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 1554 17,771 1396 16,624 1,306 23,503 1,847 14761 930 13,757 756

6 0.07 18,711 1472 16,840 1324 15905 1,250 22,453 1,766 14,034 883 13,098 721

8 0.055 17,010 1,337 15309 1,203 14459 1,137 20412 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

o1 16 0.03 12,247 867 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 T 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 1,472 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 T 7,636 432 7,126 352

4 013 19,777 1,554 17,771 1,396 16,624 1,306 23,503 1,847 14,761 930 13,757 756

03 6 011 18,711 1472 16,840 1,324 15905 1250 22,453 1,766 14,034 883 13,098 721

8 0.09 17,010 1,337 15309 1,203 14459 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 P528
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
solliien | st TSI oy gess et
(180~250HB) 2| ) (35~45HRO) eppareyE
Ratioto Stcau”t‘(jaa;? depth of 1.00 0.90 0.80 120 0.65 0.60
Mill Under
Dia. (mrm) Lgr?Ckh &Y r/r?win vf r/rgin mm\;min mmv/fmin (0 vf r/rﬂin mm\?cmin r/rgin vf
(mm) (mrgnt) mm/min r/min r/min mm/min mm/min

16 0.06 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472
20 0.037 10,716 759 9,644 682 9,109 644 12,859 1,011 8,037 506 7,502 413
25 0.03 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370
30 0.021 10,181 647 9,162 582 8,654 550 12,217 T 7,636 432 7,126 352
6 0.17 18,711 1472 16,840 1,324 15905 1250 22,453 1,766 14,034 883 13,098 721
8 0.14 17,010 1,337 15309 1203 14459 1,137 20,412 1,605 12,758 803 11,907 655
12 0.08 13,778 975 12,400 878 11,712 921 16,534 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

g 25 0.05 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370
30 0.03 10,181 647 9,162 582 8,654 550 12,217 T 7,636 432 7,126 352

6 022 18,711 1,472 16840 1,324 15905 1250 22,453 1,766 14,034 883 13,098 721

8 02 17,010 1,337 15309 1203 14,459 1,137 20,412 1,605 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 0.1 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

20 0.06 10,716 759 9,644 682 9,109 644 12,859 1,011 8,037 506 7,502 413

25 0.057 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370

30 0.045 10,181 647 9,162 582 8,654 550 12,217 T 7,636 432 7,126 352

10 0.055 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655

01 20 0.03 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

30 0015 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370

10 0.07 17,010 1,337 15309 1203 14459 1,137 20,412 1,605 12,758 803 11,907 655

02 20 0.04 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

30 0025 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370

> 10 0.09 17,010 1,337 15309 1203 14,459 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 9,109 519 12,859 907 8,037 455 7,502 370

10 0.14 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655

05 20 0.08 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

30 0.05 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370

, . 6 0.08 12960 1,274 11,664 1,147 11,016 1,083 15552 1528 9,720 764 9,072 624

8 0.07 12960 1274 11664 1,147 11,016 1,083 15552 1528 9,720 764 9,072 624

[Note] Please refer to P528
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
Alloy Steels,Tool ’ > Copper, Hardened Steels Hardened Steels
Steel,Alloy Steel - Steel " "
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to Stcau”t‘(jaagf depth of 1.00 0.90 0.80 120 0.65 0.60
Mill et vf vf
Dia. (mrm) Ler?c h| @P r/rgin vf r/rgin mm/min mm/min 0 vf r/nQIn mm/min r/nr;in vf
(mm) (m%) mm/min r/min r/min mm/min mm/min
12 0.05 12,960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
16 0.035 12,960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
18 0.035 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558
0.1
20 0.035 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505
30 0.027 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354
35 0.02 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354
6 0.1 12,960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
8 0.09 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
12 0.07 12,960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
0o 16 0.05 12,960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
’ 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 9,797 866 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 0.145 12960 1,274 11664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
. 8 0.13 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
12 0.1 12960 1274 11664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
16 0.075 12960 1274 11664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
0.3

18 0075 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558

20 0.075 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505

30 0.06 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

35 0.05 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

8 0.18 12,960 1274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

12 013 12960 1274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

16 0.1 12,960 1,274 11664 1,147 11,016 1,083 15552 1528 9,720 764 9,072 624

05 18 0.1 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558
20 0.1 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7873 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 1290 1,274 11664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

1 12 015 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
16 012 12960 1274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

[Note] Please refer to P528
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material n m m

e e e U - o
Ratio to standard depth of 1.00 090 0.80 120 065 060

gll'a“ Llj\lrg:ir ap n v n A @ Vf v n. Vf n. v
(mm) (mm) L(errqr%wt)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 1238 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 0075 8165 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 1580 8578 1492 12,110 2,106 7,569 1,053 7,064 860

12 0.065 10,092 1,755 9,082 1580 8578 1492 12,110 2,106 7,569 = 1,053 7,064 860

16 006 9230 1,605 8240 1433 7,827 1361 11,124 1934 6,839 951 6,016 733

01 20 0055 9230 1605 8240 1433 7,827 1361 11,124 1934 6,839 951 6,016 733

30 0045 9230 1,605 8240 1433 6,180 968 11,124 1,934 4942 619 4,612 505

35 0.04 9230 1605 8240 1433 6,180 968 11,124 1,934 4942 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 1580 8578 1492 12,110 2,106 7,569 1,053 7,064 860

12 0.14 10,092 1,755 9,082 1580 8578 1492 12,110 2,106 7,569 1,053 7,064 860

16 013 9230 1605 8240 1433 7,827 1361 11,124 1934 6,839 951 6,016 733

02 20 011 9230 1605 8240 1433 7,827 1361 11,124 1934 6,839 951 6,016 733

30 0.1 9,230 1605 8240 1433 6,180 968 11,124 1934 4,942 619 4,612 505

35 0.08 9230 1605 8240 1433 6,180 968 11,124 1934 4,942 619 4,612 505

4 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 1492 12,110 2,106 7,569 1,053 7,064 860
12 022 10,092 1,755 9,082 1,580 8,578 1492 12,110 2,106 7,569 1,053 7,064 860
16 0.2 9,230 1,605 8,240 1,433 7,827 1361 11,124 1934 6,839 951 6,016 733
03 20 0.18 9,230 1,605 8,240 1,433 7,827 1361 11,124 1934 6,839 951 6,016 733
30 0.16 9,230 1,605 8,240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
35 0.14 9,230 1,605 8,240 1,433 6,180 968 11,124 1934 4,942 619 4,612 505
45 012 7416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322
12 035 10,092 1,755 9,082 1,580 8,578 1,492 12,110 2,106 7,569 1,053 7,064 860
16 025 9,230 1,605 8,240 1,433 7,827 1361 11,124 1934 6,839 951 6,016 733
20 0.2 9,230 1,605 8,240 1,433 7,827 1361 11,124 1934 6,839 951 6,016 733
30 0.15 9,230 1,605 8,240 1,433 6,180 968 11,124 1934 4942 619 4,612 505
35 0.1 9,230 1,605 8,240 1,433 6,180 968 11,124 1934 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 04 10,092 1,755 9,082 1,580 8,578 1492 12,110 2,106 7,569 1,053 7,064 860

0.5

[Note] Please refer to P528
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
lliyien | o MM e medess  ragoeiseds
(180~250HB) e ) (35~45HRO) R
Ratio to Stjunt‘(jaagf depth of 1.00 0.90 0.80 120 0.65 0.60
Mill Under
Dia. (mrm) Lgﬁckh & r/r'r11in vf r/nrlnin mm/fmin 0 mm\7mm vf r/nQin mm\?fmin r/r%in vf
(mm) (mrgn mm/min r/min r/min mm/min mm/min

16 029 9,230 1,605 8,240 1,433 7,827 1,361 11,124 1934 6,839 951 6,016 733
20 023 9,230 1,605 8,240 1433 7,827 1361 11,124 1934 6,839 951 6,016 733
4 1 30 0.17 9,230 1,605 8,240 1,433 6,180 968 11,124 1934 4942 619 4,612 505
35 012 9230 1,605 8,240 1,433 6,180 968 11,124 1934 4,942 619 4,612 505
45 0.06 7416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322
20 0.08 8239 1,791 7,415 1612 7,003 1,523 9,887 2,149 6,179 1,075 5767 878

ot 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 7,415 1,612 7,003 1,523 9,887 2,149 6,179 1,075 5,767 878

02 40 013 5931 1,156 5,338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566

20 024 8239 1,791 7,415 1,612 7,003 1,523 9,887 2,149 6,179 1,075 5,767 878

° 03 40 0.2 5931 1,156 5,338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566
20 035 8,239 1,791 7,415 1,612 7,003 1,523 9,887 2,143 6,179 1,075 5,767 878

05 40 0135 5931 1,156 5,338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566

L 20 0.4 8,239 1,791 7,415 1,612 7,003 1523 9,887 2,149 6,179 1,075 5,767 878

40 015 5931 1,156 5,338 1,040 5,042 982 7,116 1,386 4,449 693 4,152 566

12 0.08 6,867 1,792 6,181 1,612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878

18 0.065 6,867 1,792 6,181 1,612 5837 1523 8240 2,150 5,150 1,075 4,808 878

01 24 0.06 6,867 1,792 6,181 1,612 5837 1,523 8240 2,150 5,150 1,075 4,808 878
35 0.05 5,837 1,371 5,253 1,234 4962 1,165 7,005 1,644 4379 823 4,086 671

55 0.04 4942 945 4,449 851 4,201 803 5931 1,134 3,706 561 3,460 457

12 0.16 6,867 1,792 6,181 1,612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878

18 0.14 6,867 1,792 6,181 1612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878

02 24 0.13 6,867 1,792 6,181 1612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878
6 35 0.11 5837 1,371 5253 1234 4962 1,165 7,005 1,644 4379 823 4,086 671
55 0.08 4,942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457

12 0.24 6,867 1,792 6,181 1612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878

18 022 6,867 1,792 6,181 1612 5837 1523 8240 2,150 5,150 1,075 4,808 878

03 24 0.2 6,867 1,792 6,181 1612 5837 1523 8240 2,150 5,150 1,075 4,808 878
35 0.18 5837 1,371 5,253 1234 4962 1,165 7,005 1,644 4,379 823 4,086 671

55 0.14 4942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457

18 035 6,867 1,792 6,181 1,612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878

24 029 6,867 1,792 6,181 1,612 5837 1,523 8,240 2,150 5,150 1,075 4,808 878

0.5

[Note] Please refer to P528
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2

2 Flute, Corner Radius

Endmills of Micro Diameter for Deep Machining

Workpiece Material

) Continuation

TRIUOEE e R TR S v S o
Ratio to standard depth of 1.00 090 0.80 120 065 0.60
A r L#\lrledcir n n Vf Vf n \i n
(2]'[% (mm) L(%]r%wt)h ép r/min mm\ﬁmin /min  mm/min r/rrr11in mm/min r/n%n mm\7min /min mm/min /min mm\?cmin
35 0.24 5,837 1,371 5,253 1,234 4,962 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 5,931 1,134 3,706 561 3,460 457
18 0.4 6,867 1,792 6,181 1,612 5,837 1,523 8,240 2,150 5,150 1,075 4,808 878
0 24 0.35 6,867 1,792 6,181 1,612 5,837 1,523 8,240 2,150 5,150 1,075 4,808 878
! 35 028 5837 1,371 5,253 1,234 4,962 1,165 7,005 1,644 4,379 823 4,086 671
55 0.2 4,942 945 4,449 851 4,201 803 5,931 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
steels (45~55HRC), ap*0.65.
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 low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-RN4

4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Steefilrll:;orgteel Alloy Steels,Tool PH,Ferri'cSi,E}I\/el?rtensite Copper, Hardened Steels Hardened Steels
(180‘~25VOHB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia r Neck ap n. v n \i @ A vf n Vo n. vf
(mni) (mm) I_(enq%t)h r/min mm/min r/min - mm/min t/min mm/min Jmin mm/min r/min  mm/min  r/min mm/min

4 0.012 31,120 1,952 28,008 1,757 26,608 1,669 38900 2440 23947 1230 22,749 1,000
6 0.01 25200 1,424 22,680 1,282 21546 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 0005 19,600 1,112 17,640 1,001 16,758 951 24,500 1,390 15,082 770 14,328 630
12 0004 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 38900 2,440 23947 1230 22,749 1,000
6 0.018 25200 1424 22,680 1282 21546 1218 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 24500 1,390 15,082 770 14,328 630

12 0.008 17,440 880 15,696 792 14911 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 21528 1462 20452 1389 29900 2,030 18406 1,020 17,486 830

8 0.014 21,760 1,480 19,584 1332 18,605 1,265 27,200 1,850 16,744 1,030 15,907 840

005 12 0007 17,440 1,184 15696 1,066 14911 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

ko 4 0.027 23920 1,624 21,528 1462 20,452 1389 29900 2,030 18406 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

0.1 12 0017 17,440 1,184 15696 1,066 14911 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 20800 2450 18,700 2,210 17,700 2,080 24,900 2,940 15600 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 15600 1,470 14,600 1,200

. . 8 0.025 18900 2,230 17,000 2,010 16,100 1,890 22,700 2,670 14,200 1,340 13,200 1,090

12 0.02 15300 1,620 13,800 1,460 13,000 1,380 18400 1950 11,500 1,080 10,700 890
16 0015 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 P533
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4
4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
solfliion | sl TSNS e mgoss s
(180~250HB) el ) (35~45HRO) eppperAleE
Ratio to Stcau”t‘(j:g? depth of 100 0.90 0.80 120 0.65 0.60
Mill r LIJ\lnedc(lir n n Vf Vf n Vf n
Dia.  nm) Length 2P r/min vf /min mm/min iy mm/min vf /min mm/min /min vf
(mm) (m%) mm/min r/min r/min mm/min mm/min

4 0.042 20,800 2,450 18,700 2,210 17,700 2,080 24,900 2,940 15600 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 15600 1,470 14,600 1,200
8 0.036 18900 2,230 17,000 2,010 16,100 1,890 22,700 2,670 14,200 1,340 13,200 1,090

' oo 15300 1,620 13800 1460 13000 1,380 18400 1950 11,500 1,080 10,700 890
16 0023 13600 1440 12200 1300 11,600 1230 16300 1,730 10200 960 9,500 790
20 0018 11,900 1260 10,700 1,140 10,100 1070 14300 1520 8900 840 8300 690
4 008 20,800 2450 18700 2210 17,700 2,080 24,900 2940 15600 1470 14,600 1,200
6 008 20800 2450 18700 2210 17,700 2,080 24900 2940 15600 1470 14600 1,200
8 007 18900 2230 17,000 2010 16100 1,890 22700 2,670 14200 1340 13200 1,090
o, 12 004 15300 1620 13800 1460 13000 1380 18400 1950 11500 1080 10,700 890

16 0.04 13600 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
4 011 20,800 2450 18,700 2,210 17,700 2,080 24900 2940 15600 1,470 14,600 1,200

8 0.09 18900 2350 17,000 2,100 16,100 1950 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 18400 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 8,300 770

4 0.17 20,800 2450 18,700 2210 17,700 2,080 24,900 2940 15600 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 18900 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 18400 2170 11,500 1,200 10,700 980

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 18900 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

0.5

[Note] Please refer to P533
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-RN4

4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steelciﬂzo';teel Alloy Steels,Tool PH,FerritSet;el\g?rtensite Copper, Hardened Steels Hardened Steels
(180’N25VOHB> Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia r Neck ap n. v n. \/i @ Vi v n. Vf n v
(mm) (mm) L(?Q%t)h r/min mm/min r/min - mm/min ¢/min mm/min fmin 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 14800 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
0o 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
ot 25 0022 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 9,100 1,720 8,200 1,550 7,700 1,460 10,900 2,060 6,800 1,150 6,400 940
8 0.09 14400 2,120 13,000 1910 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 1910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
0 16 0.05 14400 2,120 13,000 1910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040

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 0075 14400 2360 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 0067 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 8,200 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 1910 8,200 1,720 7,700 1,620 10,900 2,290 6,800 1,270 6,400 1,040
35 0.065 9,100 1,910 8,200 1,720 7,700 1,620 10,900 2,290 6,800 1,270 6,400 1,040

[Note] Please refer to P533
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4
4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

ot | ot TSI G, tuemise i
Ratio to standard depth of 1.00 090 0.80 120 065 060
Bﬂi!l r Llj\lrledcir ap n. v n. f n \/ v n. Vf n v
(mm) (mm) L?Tr:%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
12 0.065 10400 2,790 9,300 2,520 8800 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 8800 2,240 12,400 3,350 7,800 1,750 7,200 1,300
o 30 0.045 9300 2,520 8400 2,010 7900 1,830 11,200 3,020 7000 1,470 6500 1,170
40 0.03 9300 2520 8400 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 8800 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 8800 2,240 12,400 3350 7,800 1,750 7,200 1,300
02 30 0.08 9300 2520 8400 2,010 7900 1,830 11,200 3,020 7000 1,470 6500 1,170
40 0.06 9300 2520 8400 2,010 7900 1,830 11,200 3,020 7000 1,470 6,500 1,170
! 12 017 10400 2,790 9300 2,520 8800 2,380 12,400 3,350 7,800 1860 7,200 1,410
20 0.13 10,400 2,790 9,300 2,520 8800 2,380 12,400 3,350 7,800 1,860 7,200 1,410
03 30 0.1 9,300 2,520 8400 2260 7900 1900 11,200 3,020 7,000 1570 6500 1,170
40 0.08 9300 2520 8400 2260 7,900 1,900 11,200 3,020 7,000 1570 6500 1,170
12 024 10,400 2,790 9,300 2,520 8800 2,380 12,400 3,350 7,800 1,860 7,200 1,410
20 02 10,400 2,790 9,300 2,520 8800 2,380 12,400 3,350 7,800 1,860 7,200 1410
02 30 0.17 9300 2,520 8400 2260 7,900 1900 11200 3,020 7,000 1570 6,500 1,170
40 0.1 9,300 2,520 8400 2260 7,900 1900 11,200 3,020 7,000 1570 6500 1,170
20 0.07 8100 2,190 7,300 1970 6900 1,760 9,700 2,620 6,100 1,370 5700 1,020
o1 40 003 7,300 1970 6600 1570 6200 1,430 8700 2360 5500 1,150 5,100 920
20 0.15 8100 2,190 7,300 1970 6900 1,760 9,700 2,620 6,100 1,370 5700 1,020
02 40 0.08 7300 1970 6600 1570 6200 1430 8700 2,360 5500 1,150 5,100 920
20 021 8100 219 7,300 1970 6900 1860 9,700 2,620 6100 1,460 5700 1,110
i 40 0.1 7300 1970 6600 1,770 6200 1,490 8700 2,360 5500 1,230 5,100 920
20 028 8100 2,190 7,300 1970 6900 1,860 9,700 2,620 6,100 1460 5700 1,110
05 40 014 7300 1970 6600 1,770 6200 1,490 8700 2,360 5500 1230 5,100 920
) 20 035 8100 2,190 7,300 1970 6900 1,860 9,700 2,620 6,100 1460 5700 1,110

40 018 7,300 1970 6600 1,770 6,200 1,490 8700 2,360 5500 1230 5,100 920

[Note] Please refer to P533
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-RN4
4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
Ste elc,/i[l%c;/%t = S?“(iy Stie:ISS,Tool PH,FerrltSet,elv;?rtensne Coppelrl, H?rdirjed Stet)els H?rdirjed Ste;zls
(180~250HB) eels(25~35HRC) (35~45HRC) Copper Alloys 45~55HRC 55~65HRC
Reiifo e Stju”t‘(j;gf depth of 1.00 0.90 0.80 120 0.65 0.60
Bﬂigl r l#\lnedcle;r ] n Vi n Vf n Ve n vf 1, v n vE
(mnﬁ) (mm) L(?R,%]t)h P r/min mm/min r/min - mm/min r/min mm/min fJmin 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 5,400 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
2 0.07 6,500 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 5,400 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
2 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 1,940 6,500 1,750 6,100 1,650 8,600 2,330 5,400 1,300 5,000 980
05 54 025 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 5,800 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 5,400 1,300 5,000 980
1 54 0.4 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.22 6,500 1,750 5,800 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
steels (45~55HRC), ap*0.65.

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 low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)

SPM200-BN2
2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Steef/ilrltz)ogteel Alloy Steels;Tool PH,FerritSi,el\glartensite Copper, Hardened Steels Hardened Steels

(186~25yoHB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)

Ratio to stcaur]tc(J:Fl;? depth of 100 0.90 e 6 065 060

Mill Under
; ec n n n n n n
R Dia Neck & Vf Vf Vf Vf Vf Vf
(mm) (mrﬁ) |-(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

0.2 0.008 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188

0.05 01 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

0.5 002 45,000 315 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 45,000 315 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 45,000 340 36,450 197 34,020 153

i °° 15 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 43,200 242 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
o 125 0.019 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302

15 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
2.5 0.01 45,000 405 43,740 393 41,310 335 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
15 0.034 45,000 648 45,000 647 45,000 594 45,000 746 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 0022 38880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
3 0.016 38,830 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
35 0012 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
4 0.01 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
45 0.008 34,560 353 31,104 318 29,376 275 41,472 423 25,920 221 24,192 205
1 0.045 45000 1,350 42,120 1,264 39,780 1,074 45,000 1,350 35,100 948 32,760 669
15 0.04 45,000 1,350 42,120 1,264 39,780 1,074 45000 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 35,100 758 32,760 613
25 0.033 45,000 900 37,908 682 35,802 581 45,000 973 31,590 511 29,484 452

025 05

[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining » Continuation

Workpiece Material n m m

Carbon PH,Ferrite,Martensite
Alloy Steels,Tool g > Copper, Hardened Steels Hardened Steels
S(tfgéﬂg’syoﬁg)e' Steels@5~35HRO) (35 Steel - Copper Alloys (45~55HRO) (55~65HRC)
Ratio to standarc depth of 100 0.90 080 1.20 065 0.60
Mill | Under
Dia 2 n. Vf n. Vf n. /i n. \/ n. Vf n Vf
(mm (mnﬁ) 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
05 0 5 0.018 32,400 583 29,160 525 27,540 446 38,880 700 29,160 472 22,680 347
.25 5

55 0.015 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
0.013 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
0.008 28,800 490 25,920 441 24,480 374 34,560 588 21,600 330 20,160 292
0.075 45,000 2,025 45000 2,025 45000 1,755 45000 2,025 43200 1,555 40,320 1,210
0.063 45,000 2,025 45000 2,025 45000 1,755 45,000 2,025 43200 1,555 40,320 1,210
25 0.046 45000 1,620 45000 1,620 45000 1,404 45000 1,620 43,200 1,244 40,320 887
3 0.041 45,000 1,620 45,000 1,620 45,000 1,404 45000 1,620 43,200 1,244 40,320 887
35 0.035 45000 1,539 45000 1,538 44,064 1,307 45000 1,539 38,880 1,065 36,288 759
4 0.026 45,000 1,539 45,000 1,538 44,064 1307 45000 1,539 38880 1,065 36,288 689
45 0.022 45000 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 35802 838 45,000 1,215 31,590 682 29,484 531
55 0017 42,120 1,138 37,908 1,024 35802 838 45,000 1,215 31,590 682 29,484 531
0.015 42,120 1,138 37,908 1,024 35,802 838 45,000 1,215 31,590 682 29,484 531
0.015 28,800 734 25,920 793 24,480 541 34,560 881 21,600 441 20,160 446
0.015 28,800 734 25,920 661 24,480 541 34,560 881 21,600 441 20,160 343
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

N = 0 O

2 0.092 45,000 2,228 45,000 2,228 45000 1,940 45000 2,228 43200 1,739 37,800 1,069
4 0.041 45000 1,692 45000 1,692 44,064 1,443 45000 1,692 38,880 1,189 34,020 761
e 7 6 0.027 42,120 1,251 37,908 1,126 35,802 925 45,000 1,337 31,590 763 27,216 577
8 0.02 28,800 760 25,920 684 24,480 563 34,560 912 21,600 464 20,160 380
2 0.12 45,000 2,430 45000 2,430 45,000 2,160 45000 2,430 43,200 2,333 40,320 1,694
4 0.078 45,000 2,430 45,000 2,430 45000 2,160 45000 2,430 43,200 2,333 40,320 1,694
5 0.059 45,000 2,186 45000 2,188 44,064 1903 45000 2,188 38880 1911 36,288 1,372
B O 6 0.042 45,000 2,040 40,824 1,852 38556 1554 45000 2,042 34,020 128 31,752 1,121
8 0.02 37,440 1213 3369 1,092 31,824 916 44928 1,455 28,080 758 26,208 660
10 0.02 28,800 881 25,920 793 24,480 666 34560 1,058 21,600 551 20,160 480
045 09 2 0.135 45,000 2,877 45000 2,877 45000 2,539 45000 2,877 41,040 2,170 38,304 1,924

[Note] Please refer to P544
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
e - R
Ratiojto Stcau”t‘(jaagf depthiof 1.00 0.90 0.80 120 0.65 0.60
R Ml Neck ) n ¢ n Vi . Vi N " n Vi n -
(m D2 tengh P gmin o gmin memin R e R omin mmimin g
4 0.081 45,000 2,494 45,000 2,494 43,605 2,132 45,000 2,494 38,475 1,763 35910 1,563
045 09 6 0.05 43,092 1818 38,783 1,636 36,628 1364 45000 2,072 32,319 1,128 30,164 1,000
8 0.036 32,832 1259 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 41310 2,788 45000 3,375 38,8380 2,450 34,020 2,041
3 0.2 45,000 3,375 43,740 3,281 41310 2,788 45000 3,375 38,830 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 2948 37,908 2,653 35802 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 34992 1575 31,493 1,417 29,743 1204 41,990 1,890 28,431 1,191 24,494 955
8 0.06 34992 1575 31,493 1,417 29,743 1204 41,990 1,890 28,431 1,191 24,494 881
0.5 1 9 0.045 34992 1575 31,493 1,417 29,743 1204 41990 1,890 28,431 1,191 24,494 881
10 0.038 34992 1575 31,493 1417 29,743 1,204 41990 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 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
14 0.02 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
16 0.015 25920 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 45000 3,532 40824 3204 38556 2,634 45000 3,532 34,020 2,207 31,752 1,958
4 0.14 45000 3,532 40,824 3,204 38556 2,634 45000 3,532 34,020 2,207 31,752 1,958
055 11 6 0.06 35802 2,075 32,222 1868 30432 1535 42962 2,490 26,852 1287 25061 1,141
8 0.06 35802 2,075 32,222 1556 28,091 1,181 42,962 2,075 24,786 990 23,134 878
10 0.038 35802 1,597 32,222 1,556 28,091 1,181 42962 2,075 24,786 990 23,134 878
4 0.16 41,539 3369 37,384 2934 35307 2,445 45000 3,532 33231 2,300 29,076 1,674
8 0.06 33,696 1,928 30,326 1,893 28,642 1,862 40,435 2313 27216 1,856 23,587 943
10 0.053 31,104 1537 27,994 1310 26,438 1,190 37,325 1,746 24,300 962 21,773 784
12 0045 31,104 145 27994 1310 26,438 1,190 37,325 1,746 23,328 923 21,773 784
8 011 29484 2,123 26,536 1911 25061 1,625 35381 2547 22,113 1,380 20,639 1,238
07 14 12 0053 27216 1470 24494 1323 23,134 1,124 32,659 1,764 20412 956 19,051 858
16 0035 20,160 1,028 18,144 925 17,136 87 24,192 1,234 15,120 669 14,112 599
4 02 37,800 3,742 34,020 3,368 32,130 2,892 45000 4,456 28350 2,297 26,460 1,985
0.75 15 6 02 37,800 3,742 34,020 3,368 32,130 2,892 45000 4,456 28350 2,297 26,460 1,985

8 0.09 29,484 2364 26,536 1,891 25,061 1,625 35,381 2,522 22,113 1,291 20,639 1,115
[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)

SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
steelaloySieel | e ISSIRG S T copperloys(eosRO | sceoRO
Ratio to standard depth of 1.00 090 0.80 120 065 060
Mill  ynder
(n?m (rl?qi?ri) L(Z:E%h ap r/nlj\in mm\?fmin r/nr;in mm\ymin r/nrlin mm\?fmin r/r?]in mm\?fmin r/r?]in mm\?fmin r/nQin mm\;fmin
10 0.09 27216 1,940 24494 1,746 23,134 1499 32,659 2,327 20412 1,191 19,051 1,029
12 0.09 27216 1,616 24,494 1454 23,134 1249 32,659 1940 20,412 993 19,051 858
14 0075 27216 1616 21,773 1221 20563 1,049 29,030 1,629 18,144 833 16,934 719
e 16 0038 20,160 1,131 18,144 1018 17,136 874 24192 1,357 15,120 694 14,112 599
18 0.038 20,160 1,131 18,144 1018 17,136 874 24,192 1,357 15,120 694 14,112 599
20 0.038 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
8 022 32,760 2,752 29,484 2477 27,846 2,244 39312 3,302 24570 1916 21,294 1431
120098 29484 2,600 26536 2,341 25061 1958 35381 3,120 22,113 1672 19,165 1,160
e 16 0.06 25272 1592 22,745 1433 21481 1,199 30,326 1911 18954 1,024 17,690 892
20 0.04 18,720 1,114 16,848 1,003 15912 839 22,464 1,337 14,040 716 13,104 624
8 026 30420 2921 27,378 2,628 25857 2,172 36,504 3505 22,815 1,807 21,294 1534
12 0105 25272 1,820 22,745 1,637 21,481 1354 30,326 2,183 18954 1,125 17,690 956
e 16 0068 25272 1,820 22,745 1,637 21,481 1354 30,326 2,183 18954 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 04 28350 4253 25515 3,828 24,098 3,254 34,020 5103 21,263 2,744 19845 2,381
4 04 28350 4,253 25515 3,828 24,098 3,254 34,020 5,103 21,263 2,744 19,845 2,381
6 04 28350 3,828 25515 3,444 24,098 2,892 34,020 4593 21263 2,424 19,845 2,143
8 028 28350 3,828 25515 3444 24,098 2,892 34,020 4593 21,263 2,424 19,845 2,143
10 021 26460 3,175 23814 2,858 22491 2,429 31,752 3,811 19,845 2,024 17,199 1,321
12 0.12 23814 2,858 21433 2572 20242 2,187 28577 3,428 17,861 1,846 15479 1,189
13 012 23814 2,858 21,433 2572 20242 2,187 28577 3,428 17,861 1,822 14288 914
L 5 14 012 23814 2477 21433 2229 20242 1895 28577 2971 16,585 1,466 14,288 914

16 012 22113 1592 19902 1434 18797 1218 26536 1911 16585 1320 14,288 823
18 0.09 20412 1470 18371 1,323 17,350 1,124 24494 17764 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 1,234 11,340 655 12,701 691
30 0.03 15120 1,028 13,608 925 12,852 87 18,144 1,234 11,340 655 12,701 691
35 0.025 13,230 847 11,907 762 11,246 648 15876 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 05 24975 4557 22478 4100 21,229 3,417 29970 5468 18,732 2,779 17,483 2,278
125 25 10 034 24975 4557 22,478 4,100 21229 3417 29970 5468 18,732 2,779 17,483 2,278
15 0.15 19481 2,558 17,533 2,302 16558 1919 23377 3,070 14611 1,821 13,637 1,279

[Note] Please refer to P544
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Steelcilrltéorgteel Alloy Steels,Tool PH,Ferri'cscet,el\g?rtensite Copper, Hardened Steels Hardened Steels
(186~25y0HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to Stcau”t‘(j:’;? depth of 100 0.90 0.80 120 0.65 0.60
Mill Under
Dia Neck g n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mn’i) 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

20 012 17982 1967 16,184 1,771 15285 1476 21578 2,362 14611 1301 12,587 984
125 25 25 0098 17982 1,770 16,184 1593 15285 1,328 21578 2,124 13487 1,080 12,587 885
30 0055 13,320 1,377 11,988 1239 11,322 1,033 15984 1,652 9,990 840 9,324 689
8 0.6 21600 4860 19440 4374 18360 3,690 25920 5832 16,200 3,062 15120 2,722
10 042 21,600 4,860 19,440 4374 18360 3,690 25920 5832 16200 3,062 15,120 2,722
13 0315 20,160 3,629 18,144 3266 17,136 2,755 24,192 4354 15,120 2,286 14,112 2,032
16 0315 20,160 3266 18,144 2939 17,136 2480 24,192 3920 15120 2,057 13,104 1,699

- ’ 20 0.18 16,848 2,274 15163 2,048 14321 1,727 20,218 2,730 12,636 1,434 10,886 1,176
25 012 16,848 2,274 15,163 2,048 14321 1,727 20,218 2,730 12,636 1,434 10,886 1,176
30 012 15552 2,100 13,997 1,890 13,219 1594 18,662 2,520 11,664 1323 10,886 1,176
35 0.08 11,520 1,469 10,368 1,322 9,792 1,115 13,824 1,762 8,640 925 9,677 987
15 036 16,088 3,299 14,479 2969 13675 2475 19305 3959 12,065 2,012 11,262 1,650
25 021 13,365 2,052 12,029 1,847 11,361 1,539 16,038 2,462 10,024 1252 9,356 1,026
e *° 35 0.09 13,365 2,052 12,029 1,847 11,361 1539 16,038 2,462 10,024 1252 9,356 1,026
45 0.09 9,900 1,438 8,910 1,294 8,415 1,079 11,880 1,726 7,425 878 6,930 719
10 0.6 15525 4,658 13973 4,192 13,197 3,564 18,630 5589 11,644 2969 10,868 2,608
13 048 15525 4,658 13,973 4,192 13,197 3,564 18,630 5589 11,644 2969 10,868 2,608
16 042 15525 4,658 13973 4,192 13,197 3,564 18,630 5589 11,644 2969 10,868 2,608
20 042 13455 3229 12,110 2906 11,437 2471 16,146 3,875 10,092 2,058 9,419 1,808
25 024 12,110 2,615 10,899 2,354 10,293 2,001 14531 3,139 9,083 1,946 8,477 1,464
: ! 30 016 11,178 2,012 10,060 1,811 9,502 1,539 13414 2415 8,384 1,283 7,825 1,127
35 01 11,178 2,012 10,060 1,811 9,502 1539 13414 2415 8,384 1,283 7,825 1,127
40 0.1 11,178 2,012 10,060 1,811 9,502 1,539 13414 2415 8,384 1,283 7,825 1,127
45 0.1 8,280 1,408 7,452 1,267 7,038 1,076 9,936 1,689 6,210 897 5,796 788
50 0.1 8,280 1,408 7,452 1,267 7,038 1,076 9,936 1,689 6,210 897 5,796 788
20 0525 11,340 4,082 10,206 3,674 9,639 2,892 13,608 4,899 8,505 2,552 7,938 2,143
25 0525 10,530 3,285 9,477 3412 8,951 2,686 12,636 4,549 7,898 2,370 7,371 1,990
20 ° 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 06 12,150 5,103 10935 4593 10,328 3,828 14580 6,124 9,113 3,113 8,505 2,552
. . 20 05 11,475 4476 10328 4,028 9,754 335 13,770 5370 8,607 2,730 8,033 2,237

30 042 9360 2,69 8424 2426 7,956 1910 11,232 3235 7,020 1,825 6,552 1,415
50 015 7,776 2,015 6,998 1,814 6,610 1,428 9,331 2,418 5,832 1,260 5443 1,058

[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Steelcilrllgo nSteel Alloy Steels,Tool PH,FerritSzI\g? i Copper, Hardened Steels Hardened Steels
(186~25y0HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Reiito i@ Stcau”t‘(j:ggj depth of 100 0.90 0.80 120 0.65 0.60
Ml Under
Dia Neck g n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mrri) 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

0.2 0.004 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188

005 01 03 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

125 0.008 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153

B ©° 15 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
25 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
- 125 0.014 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302

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
25 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
15 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 0016 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
3 0.011 38,830 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
35 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
45 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
2 0.035 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25,200 428
25 0.033 36,000 720 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347

025 05

[Note] Please refer to P544
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material n m m

Carbon PH,Ferrite,Martensite
Alloy Steels,Tool ’ g Copper, Hardened Steels Hardened Steels
Sffggﬂlz"goatgfl Steels(25~35HRC) - Steel - Copper Alloys (45~55HRC) (55~65HRC)
Ratio to Stcau”t‘(j;gf depth of 1.00 0.90 0.80 120 0.65 0.60
Mill | Ynder
Dia Neck 2 n Vf n Vf n /i n \/i n \/ n vf
(mm (mn’i) Lengt)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
m
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
o o 5 0.018 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347

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 0038 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
35 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
45 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
55 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
T 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 5%4
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 1296 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
. 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 34560 1,120 21,600 583 20,160 508
10 0.01 28,800 881 25,920 793 24,480 666 34560 1,058 21,600 551 20,160 480

045 09 2 0.09 34200 1,458 30,780 1,312 29,070 1,094 41,040 1,750 25,650 904 23,940 802

[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material n m m

st o TSI g, e et
Ratio to Stj‘u"t‘(j;gf depth of 1.00 0.90 0.80 1.20 0.65 0.60
mitl - nder
(mm (rl?]iraﬁ) I_('%‘E%h élp r/nlj\in mm\?fmin r/r?\in mm\?fmin r/rr%in mm\?fmin r/r?]in mm\?(min r/r?]in mm\?fmin r/rrr11in mm\?fmin
4 0.058 34200 1,458 30,780 1,312 29,070 1,094 41,040 1,750 25,650 904 23,940 802
045 09 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 27360 1,049 24,624 944 23,256 788 32,832 1,259 20,520 651 19,152 571
2 0.1 32400 1620 29,160 1,458 27,540 1239 38880 1,944 24300 1,021 22,680 907
3 0.1 32400 1620 29,160 1,458 27,540 1239 38880 1,944 24300 1,021 22,680 907
4 0.07 32,400 1,620 29,160 1458 27,540 1239 38880 1944 24300 1,021 22,680 907
5 0.06 32,400 1,620 29,160 1,458 27,540 1,239 38,880 1,944 24300 1,021 22,680 907
6 0.04 29,160 1,312 26,244 1,181 24,786 1,004 34992 1575 21,870 827 20,412 734
7 0.04 29160 1,312 26,244 1,181 24,786 1,004 34992 1575 21,870 827 20,412 734
8 0.04 29,160 1312 26,244 1,181 24,786 1,004 34992 1575 21,870 827 20,412 734
0.5 1 9 0.03 29,160 1312 26,244 1,181 24,786 1,004 34992 1575 21,870 827 20,412 734
10 0025 29,160 1,312 26,244 1,181 24,786 1,004 34992 1575 21,870 827 20,412 734
12 0013 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
13 0011 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
14 0.01 25920 1,102 23,328 992 22,032 842 31,104 1,322 19,440 694 18,144 617
16 0.008 25920 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 78 17,496 700 16,524 595 23,328 933 14,580 490 13,608 436
2 0.1 30,240 1582 27216 1,424 25704 1,171 36,288 1,899 22,680 981 21,168 870

4 0.07 30,240 1,582 27,216 1,424 25704 1,171 36,288 1,899 22,680 981 21,168 870
055 11 6 0.04 27540 1,330 24,786 1,197 23,409 985 33,048 1,597 20,655 824 19,278 732
8 0.04 27540 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 1449 24923 1304 23539 1,087 33231 1,739 20,769 898 19,384 97
8 0.04 25920 1,348 23328 1213 22,032 992 31,104 1,617 19,440 855 18,144 725
10 0035 25920 1,281 23328 1,092 22,032 992 31,104 1,455 19,440 770 18,144 653
12 0.03 25920 1,213 23328 1,092 22,032 992 31,104 1,455 19,440 770 18,144 653
8 0.055 22,680 1,361 20412 1225 19278 1,041 27216 1633 17,010 885 15,876 794
07 14 12 0035 22680 1,225 20,412 1,103 19,278 937 27216 1,470 17,010 o7 15,876 715
16 0017 20,160 1,028 18,144 925 17,136 87 24192 1,234 15,120 669 14,112 599
4 0.1 25200 1663 22,680 1,497 21,420 1,285 30,240 1996 18,900 1,021 17,640 882
6 0.1 25200 1663 22,680 1,497 21,420 1,285 30,240 1996 18,900 1,021 17,640 882

06 12

0.75 15

[Note] Please refer to P544
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steelc/ilrltgonSteel Alloy Steels,Tool PH,FerritSet,er\/IEIartensite Copper, Hardened Steels Hardened Steels
(18()’~25>/0HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratioto Stcau”t‘(jaagsj depth of 1.00 0.90 0.80 120 0.65 0.60
Mill | Ynder
R Dia Neck 2 n Vf n Vf n Vf n Vf n Vf n Vf
(m (mrﬁ) 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

8 0.06 22,680 1347 20,412 1,212 19278 1,041 27216 1,616 17,010 827 15,876 715
10 0.06 22,680 1,347 20,412 1,212 19278 1,041 27216 1,616 17,010 827 15,876 715
12 0.06 22,680 1347 20,412 1,212 19278 1,041 27,216 1,616 17,010 827 15,876 715
075 15 14 0.05 22,680 1,347 18,144 1,018 17,136 874 24,192 1,357 15120 694 14,112 599
16 0019 20,160 1,131 18144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
18 0.019 20,160 1,131 18144 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 21,0600 1,474 19890 1233 28,080 1,966 17,550 1,053 16,380 917
12 0.065 21,060 1,327 18954 1,194 17,901 999 25272 1,592 15,795 853 14,742 743

B 16 0.04 21,060 1,327 18954 1,194 17,901 999 25272 1,592 15,795 853 14,742 743
20 0.02 18,720 1,114 16,848 1,003 150912 839 22,464 1,337 14,040 716 13,104 624

8 0.13 23400 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 18954 1364 17,901 1,128 25272 1,820 15,795 938 14,742 97

e 16 0.045 21,060 1,517 18954 1364 17901 1,128 25272 1,820 15,795 938 14,742 97
20 0.022 18,720 1273 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 1220 13,230 1,058

4 0.2 18900 1,890 17,010 1,701 16,065 1446 22,680 2,268 14,175 1220 13,230 1,058

6 0.2 18,900 1,701 17,010 1,531 16,065 1,285 22,680 2,041 14,175 1,077 13,230 952

8 0.14 18900 1,701 17,010 1,531 16,065 1285 22,680 2,041 14,175 1,077 13,230 952

10 0.14 18900 1,512 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 15309 1,225 14459 1,041 20,412 1,633 12,758 868 11,907 762

13 0.08 17,010 1,361 15309 1,225 14459 1,041 20,412 1,633 12,758 868 11,907 762

1 5 14 0.08 17,010 1361 15309 1,225 14459 1,041 20,412 1,633 12,758 868 11,907 762

16 0.08 17,010 1,225 15309 1,103 14,459 937 20,412 1,470 12,758 781 11,907 686
18 0.06 17,010 1,225 15309 1,103 14,459 937 20,412 1,470 12,758 781 11,907 686
20 0.05 17,010 1,225 15309 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 1311 12,049 697 11,246 612
25 0.035 15,120 1,028 13,608 925 12,852 87 18,144 1,234 11,340 655 10,584 576
30 0.015 15,120 1,028 13,608 925 12,852 87 18,144 1,234 11,340 655 10,584 576
35  0.012 13,230 847 11,907 762 11,246 648 15876 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 6 025 16,650 2,025 14985 1,823 14,153 1519 19980 2,430 12,488 1,236 11,655 1,013

[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steelcﬁa\lrl%?/rgte o Alloy Steels,Tool PH,FerritSi,ehg?rtensite Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)

Ratio to standard depth of

cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
Under
R Igﬂigl Neck A n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mm) L(eng‘()h P r/min - mm/min r/min  mm/min  /min mm/min /min mm/min . /min . mm/min | r/min . mm/min
mm

10 017 16,650 2,025 14985 1,823 14,153 1,519 19980 2,430 12,488 1,236 11,655 1,013
15 01 14985 1640 13487 1476 12,738 1230 17,982 1967 11,239 1,000 10,490 820
125 25 20 0.08 14985 1,640 13487 1476 12,738 1,230 17,982 1967 11,239 1,000 10,490 820
25 0.065 14985 1475 13487 1328 12,738 1,106 17,982 1,770 11,239 900 10,490 738
30 0.044 13320 1377 11,988 1,239 11,322 1,033 15984 1,652 9,990 840 9,324 689
8 03 14,400 2,160 12960 1,944 12240 1640 17,280 2,592 10,800 1,361 10,080 1,210
10 021 14400 2,160 12960 1944 12,240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
13 021 14400 2,160 12960 1944 12240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
16 021 14400 1,944 12960 1,750 12,240 1476 17,280 2,333 10,800 1,225 10,080 1,089

ko ’ 20 012 1290 1,750 11,664 1575 11,016 1,328 15,552 2,100 9,720 1,103 9,072 980
25 0.08 1290 1,750 11,664 1575 11,016 1,328 15,552 2,100 9,720 1,103 9,072 980
30 0.08 1290 1,750 11,664 1575 11,016 1,328 15,5552 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
15 024 12375 2,115 11,138 1904 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
e -’ 35 0.09 11,138 1,710 10,024 1,539 9,467 1283 13,365 2,052 8,353 1,043 1,797 855
45 0.072 9,900 1,438 8,910 1294 8,415 1,079 11,880 1,726 7,425 878 6,930 719
10 04 10,350 2,070 9,315 1,863 8,798 1,584 12,420 2,484 7,763 1319 7,245 1,159
13 032 10,350 2,070 9,315 1,863 8,798 1,584 12,420 2,484 7,763 1319 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 1319 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 1319 7,245 1,159
25 016 9,315 1677 8,384 1,509 7918 1283 11,178 2,012 6,987 1,069 6,521 939
’ ! 30 0.16 9,315 1677 8,384 1,509 7,918 1283 11,178 2,012 6,987 1,069 6,521 939
35 0.1 9,315 1,677 8,384 1509 7,918 1283 11,178 2,012 6,987 1,069 6,521 939
40 0.1 9,315 1,677 8,384 1,509 7918 1283 11,178 2,012 6,987 1,069 6,521 989
45 0.08 8,280 1,408 7,452 1,267 7,038 1,076 9,936 1,689 6,210 897 5,796 788
50 0.07 8,280 1,408 7,452 1,267 7,038 1,076 9,936 1,689 6,210 897 5,796 788
20 035 8,100 1944 7,290 1,750 6,885 1377 9,720 2,333 6,075 1,215 5,670 1,021
. 5 25 035 8,100 1944 7,290 1,750 6,885 1377 9,720 2,333 6,075 1,215 5,670 1,021

30 0.2 7,290 1,750 6,561 1,575 6,197 1,239 8,748 2,100 5,468 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 P544
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MILLING TOOLS

Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

Workpiece Material

) Continuation

Carbon PH,Ferrite,Martensite
Alloy Steels,Tool g g Copper, Hardened Steels Hardened Steels
S(tfggi“zosyoﬂgfl Steels(25~35HRC) - Steel - Copper Alloys (45~55HRC) (55~65HRC)
Ratio to Stcau”tdjg? depth of 1.00 0.90 0.80 120 0.65 0.60
R Nk n vf n vf n vf n vf n vf n v
(mm (mlﬁi) L(engt)h el 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
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
3 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
steels (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.
5.1n actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SAM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Workpiece Material Copper, Aluminum alloy
Mill Under Neck
(r?1iraﬁ) L(?r%t)h ap r/r?ﬂn mm\?cmin
0.2 1 0.014 45,000 637
0.3 15 0.021 43,200 612
0.4 2 0.028 34,560 762
2 0.035 34,560 762
4 0.02 31,104 627
0 6 0.013 27,648 488
8 0.008 27,648 418
2 0.042 34,560 1089
4 0.024 31,104 896
06 6 0.015 31,104 896
8 0.015 27,648 697
4 0.056 34,560 1089
6 0.032 31,104 896
o8 8 0.02 31,104 896
10 0.012 27,648 697
4 0.07 31,104 1465
6 0.04 27,994 1210
8 0.04 27,994 1210
! 10 0.025 27,994 1210
12 0.025 24,883 941
14 0.025 24,883 941
6 0.11 24,192 1257
8 0.08 21,773 1034
1.5 12 0.06 21,773 941
16 0.038 19,354 732
18 0.038 19,354 732
6 0.2 18,144 1257
8 0.14 18,144 1257
10 0.14 18,144 1257
2 12 0.1 16,330 1034
14 0.08 16,330 1034
16 0.08 16,330 941
24 0.05 14,515 732
10 0.18 15,552 1134
20 20 0.1 13,997 1008

[Note] Please refer to P546
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data
SAM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material Copper, Aluminum alloy
g.!l Under Neck Length ap n Vf .
(mm) (mm) r/min mm/min
10 0.25 13,824 1198
12 021 13,824 1198
3 20 0.12 12,442 896
24 0.08 12,442 896
36 0.06 11,059 850
16 0.28 10,350 2070
25 0.16 9,315 1677
! 32 0.1 8,223 1481
48 0.06 7,106 1015
16 0.3 8,113 1622
> 25 0.3 7,301 1459
20 0.5 6,676 1466
° 30 0.4 6,070 1332

Remark

1.Please choose the suitable coolant liquid base on the material and shape of the work piece. Suggest the oil coolant and water coolant.
2.Please make the adjustment of the cutting condition base on the machining shape, target and the situation of the machine.

3.If the rotation speed(n) is lower than the data in the table, the feed rate(Vf) should be reduce with the same ratio.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data
SAM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

Workpiece Material Copper, Aluminum alloy
R Mill Dia. Under Neck Length 5 n Vf
(mm) (mm) (mm) P r/min mm/min
0.1 0.2 1 0.014 45000 378
2 0.028 45000 622
3 0.016 45000 504
0.2 04
4 0.01 45000 504
5 0.008 41472 423
2 0.035 45000 1080
0.25 0.5 4 0.02 38800 700
6 0.016 34560 588
2 0.16 45000 3532
4 0.16 45000 3200
0.3 0.6
6 0.06 40435 2313
8 0.053 37325 1746
4 0.078 45000 2430
6 0.042 45000 2042
0.4 0.8
8 0.02 44928 1455
10 0.02 34560 1058
0.14 45000 3375
6 0.06 45000 2836
0.5 1 8 0.06 41990 1890
10 0.038 41990 1890
12 0.025 31104 1322
6 0.2 45000 4456
8 0.09 35381 2522
10 0.09 32659 2327
0.75 15
12 0.09 32659 1940
16 0.038 24192 1357
18 0.038 24192 1357
6 0.4 34020 4593
8 0.28 34020 4593
10 0.21 31752 3811
1 2 12 0.12 28577 3428
16 0.12 26536 1911
20 0.075 24494 1764
24 0.05 18144 1234

[Note] Please refer to P548
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Recommended Cutting Data
SAM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material Copper, Aluminum alloy
R Mill Dia. Under Neck Length n Vf
(mm) (mm) (mm) ap r/min mm/min
8 0.6 25920 5832
10 0.42 25920 5832
12 0.315 24192 4354
s 3 16 0.315 24192 3920
20 0.18 20218 2730
25 0.12 20218 2730
30 0.12 18662 2520
36 0.08 13824 1762
10 0.6 18630 5589
12 0.48 18630 5589
16 0.42 18630 5589
20 0.42 16146 3875
’ ! 25 0.24 14531 3139
32 0.16 13414 2415
35 0.1 13414 2415
48 0.1 9936 1689
16 0.53 13608 4899
- s 20 0.53 12636 4549
25 0.3 11372 4094
40 0.2 10498 2268
12 0.6 14580 6124
20 0.5 13770 5370
’ ° 30 0.42 11232 3235
50 0.15 9331 2418

Remark

1.Please choose the suitable coolant liquid base on the material and shape of the work piece. Suggest the oil coolant and water coolant.
2.Please make the adjustment of the cutting condition base on the machining shape, target and the situation of the machine.

3.If the rotation speed(n) is lower than the data in the table, the feed rate(Vf) should be reduce with 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

Vc-1000

) _ Ve-1000
n Spindle Speed n —) (rev/min)
m+«D+*n .
Vc Cutting Speed Vc= ———— (m/min)
1000

Vf Feed Rate

Vf= fZ*Z*n (mm/min)

fz Feed per Teeth

fz: L (mm)

Z+Nn

Q Rate of Metal Removal

Q -ae-ap-vy (cm3/min)
1000

Tc Processing Time

L
vf

Te= (min)
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Workpiece Material Table

; Tensile Brinell  Rockwell
SO kel MC Workpiece Material Content Strength  Hardness Hardness
Group N/mm2 HB HRC
P1 Low-carbon Steels, Long Chipping C<0.25% <530 <125
Low-carbon Steels, Short Chipping, Free-
P2 cutting Steels C<0.25% <530 <125
P3 High-carbon Steels, Medium-carbon Steels C>0.25% >530 <220 <25
n P4 Alloy Steels, Tool Steels. C>0.25% 600-850 <330 <35
Steels
P5 Alloy Steels, Tool Steels. C>0.25% 850-1400 340-450 35-48
Ferritic Stainless Steels, Martensitic Stainless =
GG Steels, PH Stainless Steels C=(0-04)% 600-900 <330 <35
High-strength Ferritic Stainless Steels, Martensitic _
P Stainless Steels, PH Stainless Steels. C=(0.1-06)% 900-1350 330-450 3548
M1 Austenitic Stainless Steels C=(0.05-0.15)% <600 130-200
M High-Strength Austenitic Stainless Steels and _
- M2 Cast Stainless Steels C=(0.05-0.15)% 600-800 150-230 <25
Stainless
Steels M3 Duplex Stainless Steels €=(0.05-0.20)% <800 135-275 <30
K1 Grey Cast Iron 125-500 120-290 <32
Moderately Difficult Alloy Cast iron, Nodular
m K2 oy <600 130260 <28
Cast Iron
K3 Difficult High-alloy Cast Iron, Nodular Cast Iron >600 180-350 <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 :
3 Materials 005D
GFK, CFKAluminium-based Composite
N6 Materials (MMCs) <100 <210
S1 Iron-based Heat-resistant Alloys 500-1200 160-260 25-48
E S2 Cobalt-based Heat-resistant Alloys 1000-1450 250-450 25-48
rleat resistant Nickel-based H istant Al 17 160-4 <4
Superalloys. S3 ickel-based Heat-resistant Alloys 600-1700 60-450 8
Titanium Alloys
S4 Titanium and Titanium Alloys 900-1600 300-400 33-48
H1 Hardened Steels 45-55
m H2 Hardened Steels 55-60
Hardened H3 Hardened Steels 60-65
Materials
H4 Hardened Steels >65
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The Structure of Shank-DIN Standard

DIN 6535-HA
i ‘d«hs2‘3‘4‘5 6‘8 10 12‘14 16‘18 20 25 32‘
N P ((S— -
1 I+2 28 36 40 45 48 50 56 60
,
DIN 6535-HB
b‘ el l1
o +0.05 0 N ) 1
: 0 1 f 0 0
6.0 42 51
180 36.0
8.0 55 6.9
10 7.0 20.0 85 40.0
12 104
8.0 25 45.0
14 127
16 142
100 24.0 48.0
18 162
20 11.0 25.0 182 50.0
25 120 320 23.0 56.0 170
2 14.0 36.0 30.0 60.0 19.0
DIN 6535-HE
d b)) () () L I ls "
6.0 43 51
360 250 @ 180
8.0 55 6.9
10 7.1 8.5 400 280 200 12
12 8.2 10.4
450 330 225
14 8.1 127
16 10.1 142
480 360 240
18 108 162
20 114 182 500 380 @ 250 16
25 136 93 230 241 560 440 320
2 155 99 300 312 600 @ 480 | 350
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Comparison Table for Tensile Strength , Brinell Hardness and Rockwell Hardness

N/mm2 HV10 HB HRC N/mm?2 HV10 HB HRC
240 75 71 920 287 273 28
255 80 6 940 293 278 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 B
335 105 100 1080 336 319 34
350 110 105 1110 345 328 B5
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 89
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 5]
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 73 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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