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ZHUZHOU MEETYOU CARBIDE CUTTING TOOL

SitlHEl, SIFRHR

MARVELOUS CUTTING TECHNOLOGIES

23 6] & 97

COMPANY INTRODUCTION

RNERHEREZRITAEBRAS (MCCT) B—xR&EERELTIAFR, &
FHHEN—NEHRA T,

AE) AT 20155, BRIEA5 [ # M+ a8 Efrc#CNC AR T AERMZMR
ST MEEENIRE A B A S HEIPVDIRERR K,

ZEFR, MCCT—EARYEIZAETUWRREHE, FhE8, H3C, M=EMRK,
AEHMENEAEFIESFTIRKSHEBERL R, FAPERNSANEREETIE
wliE—, BANEEMD, BTEIFH, ABTEIT, SHEFEEISHERMR,

& WALTER

Zhuzhou Meetyou Carbide Cutting Tools Co., Ltd (MCCT) is a high—tech
company integrating with development, production and sales of carbide
cutting tools.

The company was established in 2015. The company currently has imported
dozens of advanced CNC five—axis CNC grinders and testing facilities along
with advanced PVD coating technologies.

Over the years, MCCT has been exceeding our goals step by step in the
cutting tool industry, providing effective solutions for 3C, aerospace, automo-
bile manufacturing, and mold manufacturing industries. As one of the biggest
carbide cutting tools manufacturers in Zhuzhou, China, our love and passion
for innovation and determination helped us to carve out a path of success.




&2 | NAMING SYSTEM

ISO range K10-K20 K20-K40 K20-K40 K20-K40 K20-K40 K05-K10
WC + other carbides | % 91 920 88 88 88 93.5 SUS AEEINZRT MH FBRENN T 25
Co % 9 10 12 12 12 6.5 Stainless Steel Super High Hardness
WC grain size ##LE  um 0.4 0.8 0.6 0.4 0.6 0.6
(=N >
Density %/ glom® 1450 14.42 14.12 14.10 14.10 14.85 MG TR RF AL fERERI MG @ T #5!
I Hva0 1890 1600 1580 1750 1680 1890 S Crics A General Application
»a
T e il b iy
Transverse rupture mm - High Hardness Graphite
strength #1255k kpsi 551 590 609 638 551 540 D 7] ’3!'&
Fracture toughness BiZ#1E | Mpa.m'? 10.2 14.2 14.7 13.5 13.9 10.1 Flutes
Young's modulus HFEHLEE | Kpsi 86,780 85,360 80,860 80,000 80,950 91,000 E ¥ Square
Compressive strength #i/E#E | Kpsi 1,145 1,015 1,010 1,109 1,090 1,156 : 7] E gé 711 B I*D Ball Nose
7 ==
R [RI£7] Corner Radius
End Type D %k Dl
pd
L INKERF
Extended Length
- BERESE, BT < Am ¥l -
Wrooy | * EFFITBEE, B, FAATHEHRCS5-05 HEHENH yi NL KaE : pongsnacictype
b ]
* High cutting speed milling,finishing NL jJ 5 = 7]"4] LT k:ﬁ%&i Cone type
q " . . =\ -,-e-{ . i
* For use on hardened steel, plastics, fiber reinforced materials, HRC55-65 Tool Structure HP IEJ*%{L'. High Precision
s SMEREE
o EATFEEHRCAS U THIMAIINT, BAERSE
MT10S 100 DIE=NERES
* High cutting speed milling & drilling
* For general usage and suitable for all kinds of material below HRC 45 Tool Diameter
s NEMMNTERR I sz 4
o E S PN PN ES DA 71> =
N e l Eie
* For use on stainless steel, nickel based alloys, titanium alloy and special alloy E* jJ g)‘[‘\:l: —
Radius size
* BESHE
o BRTIIAEXMN, ROIRW, Hik, EENEHRCAS-56MIMR
MT25S 4 j] E 1:|'-}\j 4R
* Suitable for finishing processing and roughing of steels with hardness between 45 and fu =)
55 HRC, steels for surface treatments, nickel and nickel alloys. Tool Diameter
i, SO, AT &RHRCAS FAHRNT
> 8 , A P = > SEvEs /
-y ® % 50 JIEZEK

* Perfect balance for hardness and toughness
* For general usage and can provide extremely long life

MTO6U

+ BeEE, PCBERAMH
« ERTIMIERN, S&MH, PCB, [BE, FHLBAMESEEMH

* High cutting speed milling
* For drilling and milling of plastic composites, PCB, ceramics, woods and MDF

Tool Length
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End mills index-Characteristic of Flute

M

£%1 Type TIEZHKRIME Description T8 Page 1234 5 6 123 12 3 12 3 4 5 123 4 12 3
PH 5 % & - FEEEES
B I BRE rgm | THE. | BAR ZJgee #ERa| o N
aeW | B8R | Rem Stanlass | DREESR | % PN & Wa® a2 | BEAGE | RKEE: | FEWN RN
Carbon steel, Alloy steel | ppigrerrites G Grey cast iron, | High content Cast'il Al Copper alloy Graphite Superalloy | Titanium alloy | hardened steel| hardened steel
Alloy steel Martensite Ductile iron Alloy cast iron| e Al allo\} Cast Al alloy
Stainless steel
(<35HRC) | (35-48HRC)| (<35HRC) (<32HRC) |(35-45HRC)| (Si<12%) (Si<12%) | (<HB200) (<HB450) | (<HB400) | (<55HRC) | (55-60HRC)
2% (@) o o
e —— or o lo|le|o]e|o]oO o
4 Dk p - -
5 4 Flute,Standard Length 02 © O o ©) O O O O
4 TEEFEL A A A
B 4 Flute,With Long Shank Length 03 © O Q O © O @) O
MG s ; i i
B 2 ljzjlute;,EBallnose 04 © O © O € O @) O
BRAMIZHET]
End Mills For General Purposes o TR
’ - ) ) )
E 2 Flute Ballnose,with Long Shank Length 05 © O © O © O @) O
ARk
R oo 06 colo|le|ole]|o|oO e
4 DR . . o
E 4 Flute Comer Radius,with Long Shank Length 08 O O © O ©) O O O
2 Dk 5 5 5
g 2 Flute Standard Length 10 © © O O © ©)
| —:m 4 Flute,Standard Length 1 © Q © O © ©
4 THEAFTSL o
ﬂ 4 Flute,With Long Shank Length 12 ) © © O © ©
Ee=me® fiiane 13 o|oe|o|o|e]|oe
2 TIAEBRSL )
ﬂ 2Flute Ballnose with Long Shank Length 14 © © o O o ©
BREINIZHT]
End Mills For High Hardness i _
B8 S 15 o | o|o|o| o]oe
4 7)EfAk N N . N P
ﬂ 4 Flute Comer Radius.with Long Shank Length 17 @ € © O © ©)
2 DRNVETESL 19
q—— 2 Flute,Comer Radius
2 JDEIFL
L 2 Flute Square End,Miniature Sizes 20 o ©) © @) © O

O &IE& Most Suitable

O &E#& Suitable
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End mills index-Characteristic of Flute

7% Type

JTIBZFRRIME Description

g Page

M

1234

5]

6

123

12

3

12

3

4

123 4

12 3

[N
aEN

Carbon steel,
Alloy steel

=
Alloy steel

PH 5 & =
& 1 B
RN
PH&Ferrite&
Martensite
Stainless steel

REN
Stainless
steel

IRk =E
TREBEH FHe

Grey cast iron,| High content

Ductile iron

Alloy cast iron;

HEBE
£ RIER
ax
Cast Al alloy,
Forged Al alloy|

HFEBRE
&

Cast Al alloy

HEE

Copper alloy

as
Graphite

BREAEE | HKE=

Superalloy | Titanium alloy

RSN FERESH

hardened steel| hardened steel

(<35HRC)

(35-48HRC)

(<35HRC)

(<32HRC) | (35-45HRC)

(Si<12%)

(Si<12%)

(<HB200)

(<HB450) | (<HB400)

(<55HRC) | (55-60HRC)

MP

SR TIIZH0
End Mills For High Hardness

2 TREEkk
2 Flute Ballnose,M,niature Sizes

23

©)

©)

©)

2 THRER#E R SL
2 Flute Square End,Corncal Miniature Sizes

26

©

©

©

2 TR RSk
2 Flute Ballnose ,Corneal Miniature Sizes

29

@

@

@

MH

BRENN Taz8% 70

End Mills For Super High Hardness

2 Dk
2 Flute,Standard Length

32

o O

4 7)F 3k
4 Flute,Standard Length

33

4 DRAFFL
4 Flute,With Long Shank Length

34

2 Eksk
2 Flute,Ballnose

35

2 TIARER Sk
2 Flute Ballnose,with Long Shank Length

36

4 NEfAk
4 Flute.Corner Radius

37

4 TRk

4 Flute Comer Rad1us,w1th Long Shank Length

39

AL

SRAMTIAzHT]

End Mills For Aluminum

2 703k
2Flute,Standard Length

41

(©

370k
3Flute,Standard Length

42

3R FL
3 Flute,Long Flute Length

43

O

2 JJBksk
2 Flute,Ballnose

44

@)

(©

SUS

RERIN TIzHE7]

End Mills For Stainless Steel

2 Nk
2Flute,Standard Length

45

©

©

4 7)F 3k
4Flute,Standard Length

46

©)

O &IE& Most Suitable

O &E#& Suitable



NERINBER

End mills index-Characteristic of Flute

M

71 Type TR ZHRIME Description T8 Page 1234 5 6 123 12 3 12 3 4 5 123 4 12 3
PH 5 & % EEa
B, W Bah e |TE%. | AR | ZEER mmasl L n
&N ABEN | REm Stainless | DNEHEH FHEk PO & WEE as BREAE | HKE® ARTEEN bS]
Carbon steel, Alloy steel | ppigrerrites G Grey cast iron, | High content Cast'il Al Copper alloy Graphite Superalloy | Titanium alloy | hardened steel| hardened steel
Alloy steel Martensite Ductile iron Alloy cast iron| e Al allo\} Cast Al alloy
Stainless steel
(<35HRC) | (35-48HRC) | (<35HRC) (<32HRC) | (35-45HRC)| (Si<12%) | (Si<12%) | (<HB200) (<HB450) | (<HB400) | (<55HRC) | (55-60HRC)
4 TJEfAk . .
SUS 8 Fueconeraos a1 olol|oe|o]o ol o
AEWINLIZHET] 2 73Rk
End Mills For Stainless Steel E 2 Flute,Ballnose 48 ©) ©) o o O O O
L 2 Ik . -
b — 2Flute,Standard Length 49 O @) (@] (@] O O O
4703k N .
H S U S g 4Flute,Standard Length 50 O O © © O O O
BRAGNINIIZHET] 4 NEfL . .
End Mills For Stainless Steel a 4 Flute Corner Radius 51 O ©) o o ©) O O
2 Bk
B 2 Flute,Ballnose 52 ©) ©) o © O O O
2 Dk N
3 2Flute,Standard Length 53 O O
( 4703k
G S { B oo Length 54 O ©
T=7 [ 4 THRERF L 5
Eﬁ%ﬂ] For‘éfaﬁﬂe \ Lo 4Flute, with Reduced Neck 55 O ©
2 IRk .
_— Flute,Ballnose 56 O (©
DSUS
RN T 555 m AREWELL Stainless Steel Drill 57
Drills For Stainless Steel
DAL Sl
$2EMTESL m $8 AL Drill for Aluminum 58
Drills For Aluminum —
DC
AN T45L m WALk Drill for General Usage 59
Drills For General Purposes
DL
RSt T ek [ — o —— - P& E5L Drill with Internal Coolant 63
Coolant Drills
NON
ElZ vt —_— Please see the attached page for details 67

O &IE& Most Suitable

O

1&& Suitable
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End Mills For General Purposes

2 Ik

2 Flute.Standard Length

OZEXEK, A ZMNATFHN. &&N
AR, BT,

®Large chip space.suitable for general
purpose slotting and pocket milling.

Lo Fig2

e

MG

BRI T%HE]

End Mills For General Purposes

4 Ik

4 Flute.Standard Length

O SRR IR, AJSCIUAERE HRC40 LR
THMENSIHEINLI . NI,

@ For high productivity edge-milling, semi-
finishing and finishing of steel

Fassssd wg

|

Fig2

(<HRC40)

RS VAL
Ordering code 2 ke e = z
MG4E100450 1.0 2.5 4 50 4
MG4E150450 1.5 4 4 50 4
MG4E200450 2.0 5 4 50 4
MG4E250450 2.5 6 4 50 4
MG4E300450 3.0 8 4 50 4
MG4E400450 4.0 1 4 50 4
MG4E300650 3.0 8 6 50 4
MG4E400650 4.0 10 6 50 4
MG4E500650 5.0 13 6 50 4
MGA4E600650 6.0 15 6 50 4
MG4E800860 8.0 20 8 60 4
MG4E1001075 10.0 25 10 75 4
MG4E1201275 12.0 30 12 75 4

'MG4E1401475 14.0 32 14 75 4
MG4E16016100 16.0 45 16 100 4
MG4E20020100 20.0 45 20 100 4
MG4E2S025100 25.0 50 25 100 4
D<12 D>12
0 0 B4 unit(mm)
-0.020 -0.030
d=5 8=<d=10 12<d=< 16
0 0 0
-0.008 -0.009 -0.010

B unit (mm)

T4#4# Workpiece Material

RS VAL
Ordering code D Le ¢ L z
MG2E100450 1.0 2.5 4 50 2
MG2E 150450 1.5 4 4 50 2
MG2E200450 2.0 5 4 50 2
MG2E250450 2.5 6 4 50 2
MG2E300450 3.0 8 4 50 2
MG2E400450 4.0 10 6 50 2
MG2E300650 3.0 8 6 50 2
MG2E400650 4.0 10 6 50 2
MG2E500650 5.0 13 6 50 2
MG2E600650 6.0 15 6 50 2
MG2E800860 8.0 20 8 60 2
MG2E1001075 10.0 25 10 75 2
MG2E1201275 12.0 30 12 75 2
MG2E1401475 14.0 32 14 75 2

MG2E16016100 16.0 45 16 100 2
MG2E20020100 20.0 45 20 100 2
D12 D>12
_0.820 _0.830 B4 unit(mm)
d=5 8=d=<10 12<d=<16
0 0 0
-0.008 -0.009 -0.010
AL unit (mm)
T{4#1% Workpiece Material
[El M N
1234 5 6 123 12 3 12 4
p ah| 229 | Smerew | oo | “Gwcasion | ®eSWE | Gagas | mes
AlloySteel (35-48HRC) PH. ;nd fgrrite/ Steel Spheroidal_ graphite cleglsht iar”oony Forged aluminum alloy C?Eﬁgﬁgl(l)oifs
(<s3rC) Mo s e G, | (s | i o
O 0O 0O 0O 0O
O  B&®& Most Suitable O 1&& Suitable

1234 5 6 123 12 3 12 4
B . AW 2445 PH S#Z1A/ RN IREEEK . BREBHH = REEREE -
Carbon:SteeI Alliy steel DEATGER Stainless Gray cast iron ﬁéhﬁi"g% FSEa® c %‘H‘éﬁ
AlloySteel (35-48HRC) PH and ferrite/ Steel Spheroidal graphite 'gh afloy Forged aluminum alloy ?gﬁgzo(?)ys
(<35HRC) Martensitic stainless steel cast iron (3%?32';‘0;(:) Cast aluminum alloy
(<35HRC) (<32HRC) (Si<12%)
O &IES Most Suitable O && Suitable

BAMIZIHET]

MP
FEINTIZ8570

HSUS
DL DC DAL DSUS GS B SUS AL MH
BRI TELsk fRAIN ISk REWITELL ARMMITIZHT] INTSZ8%7] AEWMINTIZHHD BRI RN TIIHET] =
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End Mills For General Purposes

4 THEBT L

4Flute, With Long Shank Length

O KRR, ERTIHRERNMENT,

@®Longer shank design, for hard-to-reach
deep edge-milling operations

Fig1

MG

BRI TI%HE]

End Mills For General Purposes

2 JIBK3L

2Flute, Ballnose

O EME 2 EKLIIHT], A 2N TR

I,

@ General purpose profiling applications.

Ty PP
Ord;]r;nAgiode e ke e L Mz#z
MGA4EL400475 4.0 15 4 75 4
MG4EL600675 6.0 25 6 75 4

MG4EL6006100 6.0 25 6 100 4
MG4EL800875 8.0 32 8 75 4
MG4EL8008100 8.0 32 8 100 4
MG4EL 10010100 10.0 40 10 100 4
MG4EL 10010150 10.0 45 10 150 4
MG4EL12012100 12.00 45 12 100 4
MG4EL12012150 12.0 50 12 150 4
MG4EL14014100 14.0 56 14 100 4
MG4EL14014150 14.0 56 14 150 4
MG4EL16016150 16.0 65 16 150 4
MG4EL20020150 20.0 80 20 150 4
MG4EL25025150 20.0 80 25 150 4
D12 D>12
—0.820 -0.830 AL unit(mm)
d=5 8=d=<10 12sd=<16
0 0 0
-0.008 -0.009 -0.010
47 unit (mm)
T{4#1% Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
N PN PH S#Z(k / - R N EEae R
{<sarrc) Mrerle s e (e | (e | o g ol
O O O O O

O HIEH Most Suitable

O &#& Suitable

ITES B
Ordering code 3 2 Le e = z
MG2BR050450 0.5 1.0 2 4 50 2
MG2BR100450 1.0 2.0 4 4 50 2
MG2BR150450 1.5 3.0 6 4 50 2
MG2BR200450 2.0 4.0 8 4 50 2
MG2BR200650 2.0 4.0 8 6 50 2
MG2BR250650 2.5 5.0 10 6 50 2
MG2BR300650 3.0 6.0 12 6 50 2
MG2BR400860 4.0 8.0 16 8 60 2

MG2BR5001075 5.0 10 20 10 75 2
MG2BR6001275 6.0 12 24 12 75 2
MG2BR80016100 8.0 16 32 16 100 2
MG2BR10020100 10.0 20 40 20 100 2
MG2BR12525100 12.50 25 38 25 100 2
R<6 R<8
+0.01 +0.02
D12 D>12
0 0 BT unit(mm)
-0.020 -0.030
4<d<6 8=d=10 12=sd=<16 16esd=s25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B4 unit (mm)
T ##% Workpiece Material
2] M K] N
1234 5 6 123 12 3 12 4
e A PN PH 58K/ < IREEER . IRBHEH N BEEES Y
g)j?b‘onngjgl Allzlxi%tlﬁd SERARFEN Sgﬁzmss Gray cast iron- ﬁlzh%aillﬁoif HEma® Cop?e:r’floys
Aloysteel | (35-4SHRC)| |\ e stamioss steel | S | omstiont | castion | e oy || (<HB200]
(<38HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%)
O O © O O O

ERIES Most Suitable O 1&& Suitable

R
3k
=
H
=
i
)

MP
FEINTIZ8570

HSUS
DL DC DAL DSUS GS B SUS AL MH
BRI TELsk fRAIN ISk REWITELL ARMMITIZHT] INTSZ8%7] AEWMINTIZHHD BRI RN TIIHET] =

PRSI THAL
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End Mills For General Purposes < End Mills For General Purposes L
aq . ul I - - @ Fig2 5/ R
: 2 VAT 1 = 4 TIE i — 1 =
g" 2 Flute Ballnose,with Long Shank Length 0 sl N 4 Flute.Corner Radius &‘ " — 2%
E O KR, FERTEERRNABHMT. O IREIMRH, WHIML, BTLBENN : *
& ®Longer shank design.for prof /\ ng of BRI, *EMmI, B
2z deep cavities and pockets. 5 ®For high productivity edge-m 1lll ng,corner zf
§I radius reduces edge chipping and extends ﬂ @
= tool life. L]
iti R
B £
i iTee DIE 25
& RS T Ordering code R D - e L z E
. R D Lc d L
Ordering code z

gx MG4R2R02450 2 0.2 5 4 50 4 2
g MG4R3R02450 3 0.2 8 4 50 4 H
2e MG2BLR200475 2.0 4.0 8 4 75 2 2H
Lo MG4R3R03450 3 0.3 8 4 50 4 =
g MG2BLR200675 2.0 4.0 8 6 75 2 MG4R3R05450 3 0.5 8 4 50 4 %
. MG2BLR250675 2.5 5.0 10 6 75 2 MGAR4R02450 4 0.2 10 4 50 4 _
ﬁgi*% MG4R4R03450 4 0.3 10 4 50 4 9B
e MG2BLR300675 3.0 6.0 12 6 = 2 MG4R4R05450 4 0.5 10 4 50 4 25l

MG2BLR400875 4.0 8.0 14 8 75 2 MG4R5R03650 5 0.3 13 6 50 4 b
oy MG2BLR4008100 4.0 8.0 14 8 100 2 MGA4R5R05650 5 0.5 13 6 50 4 R
gﬁ@ MG2BLR50010100 5.0 10 18 10 100 2 MGARGROS650 6 0.5 15 6 S0 4 ‘”ﬁ
Egr"’ : MG4R6R10650 6 1.0 15 6 50 4 OE%
o MG2BLR60012100 6.0 12 22 12 100 2 MG4R8R05860 8 0.5 20 8 60 4 I
3 MG2BLR80016150 8.0 16 32 16 150 2 MG4R8R10860 8 1.0 20 8 60 4 %

MG4R10R051075 10 0.5 25 10 75 4
ﬁg %) |;|
E% I ZELRIO0ZD 150 Lo 20 “0 20 I35 2 MG4R10OR101075 10 1.0 25 10 75 4 ég
¥ MG2BLR12525150 12.50 25 50 25 150 2 MG4R12R051275 12 0.5 30 12 75 4 [
2, D<12 D>12 D<12 D>12 B
-Eé')z 0 0 BT unit 0 0 47 unit(mm) gé
i -0.020 -0.030 1 unit(mm) -0.020 -0.030 £
d=5 8=d=<10 12=sd=<=16 16sd=s25 d=5 8=sd=10 12=sd=<16 16sd=25
y 0 0 0 0 0 0 0 0 )
EU -0.008 -0.009 -0.010 -0.013 -0.008 -0.009 -0.010 -0.013 U}E'
'f_!,_";o B4 unit (mm) B4 unit (mm) D%
T {&#1# Workpiece Material T444%F Workpiece Material
3 A
K3 &
£ P M N B M N 41
i 1234 5 6 123 12 3 12 4 1234 5 6 123 12 3 12 4 .
" MloySteel | (35-48HRC)| | T o meseseet | 5% [P oo 0| castion | P ey | (<HB200) Aloysteel | (35-48HRC)| |\ o camioms steel | S | omstiont | castion | FERee O ey || (<8200 "
5z Lessnre (<35HRC) ( <32HRC) (35-45HRC) (Si<12%) (<35HRC) (<35HRC) (<32HRC) (35-45HRC) (S5i<12%) Bi
8= O O ® O ® ® O O O O -
O  &I&ES Most Suitable O 1&& Suitable O  Bi&EE Most Suitable O 1&& Suitable
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End Mills For General Purposes % End Mills For General Purposes :
a = ] _ R g R
s 4 TIE AL i —— S 4 TR L ] - i = g
g" 4 Flute.Corner Radius | Le 4 Flute Corner Radius,with Long Shank Length ‘—| — 2%
I d Lc
E O IREIR, FHTIMLE, MTHENN ORARIR, EAT THRBNENT. - "
)[gg BREMI. ¥REmI, FERETL, B
ﬁg @ For high productivity edge-m 1lll ng,corner @®Long length and corner radius design, éﬂ
§I radius reduces edge chipping and extends especially suitable for hard-to-reach deep ﬂ &
= tool life. edge-milling operations Ordering code #
iti R
o ®
He 20
§" TS TE s R D Lc d L UL\ &
= Ordering code i L = ¢ = z Ordering code z #
% MG4RL40R05475 4 0.5 10 4 75 4 %
T‘ﬁé MG4R12R101275 12 1.0 30 12 75 4 MG4RL40R10475 4 1.0 10 4 75 4 gg
e MG4RL40R054100 4 0.5 12 4 100 4 z
& MG4R14R101475 14 1.0 35 14 75 4 18
= MG4RL40R104100 4 1.0 12 4 100 4 <
- MG4R14R151475 14 1.0 35 14 100 4 MG4RL6R05675 6 0.5 15 6 75 4 S
Hijé MG4RL6R10675 6 1.0 15 6 75 4 gﬁﬁ
%gw MG4R16R1016100 16 1.0 40 16 100 4 MG4RL60R056100 6 0.5 18 6 100 4 Imﬁég
MG4RL60R106100 6 1.0 18 6 100 4
MG4R16R1516100 20 1.0 40 20 100 4
ﬁﬂg G MG4RL80R05875 8 0.5 16 8 75 4 B
o MG4R20R1020100 20 1.0 40 20 100 4 MG4RL8OR10875 8 1.0 16 8 75 4 ol
§£ MG4RL8R058100 8 0.5 25 8 100 4 e
B MG4R20R1520100 20 1.5 40 20 100 4 MG4RL8R108100 8 1.0 25 8 100 4 o
MG4RL 10R0510100 10 0.5 35 10 100 4
4 2 2 2 . 2 o
gg it O 5 10 40 5 100 4 MG4RL10R1010100 10 1.0 55 10 100 4 %Jﬁ‘
H& MG4R25R1525100 25 1.5 40 25 100 4 MG4RL 12R0512100 12 0.5 42 12 100 4 8%
¥ MG4RL 12R1012100 12 1.0 42 12 100 4 i
o X
. D=s12 D>12 Ds12 D>12 _,ﬁ
'E't')z 0 0 B unit(mm) 0 0 {7 unit(mm) gé
We -0.020 -0.030 -0.020 -0.030 o
d=6 8=d=10 12=sd=<16 d=20 d=6 8=sd=<10 12=d=<16 d=20
" 0 0 0 0 0 0 0 0 "
ag;o -0.006 -0.008 -0.011 -0.013 -0.006 -0.008 -0.011 -0.013 05.'3
A &4 unit (mm) &4 unit (mm) DQT
T {&#1# Workpiece Material T{&#1# Workpiece Material
3 x
W L
P M N P M N
ﬁﬂ/_/ 1234 5 6 123 12 3 12 4 1234 5 6 123 12 3 12 4 i,%
& & PH 5454k / < W, REBESE | BEEES N & & PH 5%%4k / < WS, RBHE | L BEEaS .
?:rmbgn S%:EI A”Oyﬁjtmea EJEE{ZSW\%fN Sgi?limss Gray cast iron ﬁigh%\%ﬁ)% iﬁé?ﬂéﬁ Copﬁje:rl floys g&aﬂ:jbon S%eﬂg A”Oyﬁjmem EBEWKK%%‘%M Sgﬁgﬂ,s Gray cast iron ﬁgfﬁ% %E%E‘Sﬁ Copgpmecrl,%loys
" Mloysted | (35-48HRC) | i samess seet | S | eastion | castion | O ey | <HE200) Mloysteel | (35-48HRC)| |\ e smess sieet | S | Castion | castion | O iy | <HE200) .
5z Lessnre (<35HRC) ( <32HRC) (35-45HRC) (siio%) (<35HRC) (<35HRC) (<32HRC) (35-45HRC) (sicion) %%;
fi- O O O O o O O o O O 2%
O  &I&ES Most Suitable O &#& Suitable ©  H&iEH Most Suitable O &#& Suitable
(08
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End Mills For General Purposes

A AR E Ak

4 Flute Corner Radius,with Long Shank Length

O XA KRIRI, ERTFTIMHRENSINI.
I,

®Long length and corner radius design,
especially suitable for hard-to-reach deep

edge-milling operations

i

el

1

D
——

be

Fig1

Fig2

i

ITES VAL
Ordering code 3 e Le @ L z
MG4RL10R0510150 10 1.5 42 10 150 4
MG4RL10R1010150 10 2.0 42 10 150 4
MG4RL12R0512150 12 1.5 42 12 150 4
MG4RL12R1012150 12 2.0 42 12 150 4
MG4RL14R1014100 14 1.0 50 14 150 4
MG4RL14R2014100 14 2.0 50 14 150 4
MG4RL16R1016150 16 1.0 50 16 150 4
MG4RL16R2016150 16 2.0 50 16 150 4
MG4RL20R1020150 20 1.0 50 20 150 4
MG4RL20R2020150 20 2.0 50 20 150 4
MG4RL25R1025150 25 1.0 50 25 150 4
MG4RL25R2025150 25 2.0 50 25 150 4
D12 D>12
0 0 {7 unit(mm)
-0.020 -0.030
d=6 8=d=<10 12=sd=<16 d=20
0 0 0 0
-0.006 -0.008 -0.011 -0.013
47 unit (mm)
T {&#1# Workpiece Material
P M N
1234 5 6 123 12 3 12 4
PN PN PH 5%k / < L. BREBEHK N BiSRES Y
g&:?b\onnsiﬁz A”zyﬁ:tmea EJEE{ZSW\%fN Sgi?limss )\Gray cast iron- ﬁinh%fﬁ)% iﬁé?ﬂ‘éﬁ Cor ﬁecrlflo s
AlloySteel (35-48HRC) PH‘ gnd fgrrlte/ Steel Spher0|dall graphite cgst irony Forged alummum alloy (EEBZOO;/
(< Merras sabies o R R
O O O O O
O &IEE Most Suitable O &#& Suitable

MP =P ~
S1Ed I MvAsyA | ]
End Mills For High Hardness WT Fig?
el — £ = i =
2 DJSF% ‘ ‘ Le o &ﬁ
2 Flute.Standard Length 2%
BN, WRARE, FLHEZEN .
BUMEANTT . ##EMI, 2
@®For slotting and pocket milling, semi- Iﬁ
finishing and finishing of steels ==
5
g
15 # —'ﬂ
ITES T% <=
Ordering code L Le d L z %
MP2E100450 1.0 2.5 4 50 2 R
MP2E 150450 1.5 4 4 50 2 wﬁ
MP2E200450 2.0 5 4 50 2 3§
MP2E250450 2.5 6 4 50 2 o
MP2E300450 3.0 8 4 50 2
MP2E400450 4.0 10 4 50 2 wBE
MP2E300650 3.0 8 6 50 2 %%E
MP2E400650 4.0 10 6 50 2 -
MP2E500650 5.0 13 6 50 2 -
MP2E600650 6.0 15 6 50 2 wﬁ
MP2E800860 8.0 20 8 60 2 OE%
MP2E1001075 10.0 25 10 75 2 i
MP2E1201275 12.0 30 12 75 2 A
MP2E1401475 14.0 32 14 75 2 gﬁ
MP2E16016100 16.0 45 16 100 2 8%
MP2E20020100 20.0 45 20 100 2 <
ﬁ
D<12 D>12 2H
0 0 B unit(mm) e
-0.020 -0.030 #
d=5 8=<d=10 12<d=<16
0 0 0 o
-0.008 -0.009 -0.010 8*.5
&
[
T4#4%F Workpiece Material
7K
(2] M N 24
1234 5 6 123 12 3 12 4 -
N - PH S8k / - s, KB | BMERAS .
o o A”f,‘y%iﬂa S EARHN o AGray cast iron ﬁgﬁ*ﬁf HEEAS COD*E;ﬁOVS
Aloysteel | (35-48HRC)| |\ o amioms steel | S | omstiont | castion | FERee O oy || (<HB200] "
(<3sHRC) ( <35HRC) (<32HRC) (35-45HRC) (si<12%) Zi
() © © O (@ ) = Lﬁ
O  &IE& Most Suitable O &4 Suitable
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End Mills For High Hardness End Mills For High Hardness
4 MFk , 4 4 PRI s =
b 4 Flute.Standard Length T 4 Flute.With Long Shank Length \ Le 2%
$ E L
= OS5 TI Oig 1T, AISLIAEE HRC48 AT ORI ORI, AISLIEE HRC48 LA -
B THNENSIHEIMI . FEmI, THUENSIEEII . BT, 8
ﬁ; @®For high productivity edge-milling, semi- —— @®For high productivity edge-milling, semi- §H
§ finishing and finishing of steel(<HRC48) finishing and finishing of steel(<HRC48) ﬂ @
] 5
iti R
i T & = I T84S s i
* 2% sl =
B Orderingcode D = e - z Orderingcode D = e - z @
3 mjg 28228 1 -g 21-15 j 28 j MPA4EL400475 4.0 15 4 75 4 3
&) i
=g : @H
'E'rg MPAE200450 50 5 2 50 2 MP4EL600675 6.0 25 6 75 4 8§
MP4E300450 3.0 8 4 50 4 MP4EL800875 8.0 32 8 75 4
B MP4E400450 40 10 4 50 4 MP4EL8008100 8.0 32 8 100 4 e
g%% MP4E 300650 3.0 8 6 50 4 MP4EL10010100 10.0 40 10 100 4 %;gn
& e =
MPAE400650 4.0 10 6 50 4 MPA4EL10010150 10.0 45 10 150 4
MP4E500650 5.0 13 6 50 4
o MP4E600650 6.0 15 6 50 4 MP4EL12012100 12.0 45 12 100 4 B
E’g MP4E800860 8.0 20 8 60 4 MP4EL12012150 12.0 50 12 150 4 8t||
% MP4E1001075 10.0 25 10 75 4 MP4EL14014100 14.0 56 14 100 4 %
MP4E1201275 12.0 30 12 75 4 MP4EL14014150 14.0 56 14 150 4
5 RIS OIC 7D 1200 =2 L& 5 & MP4EL16016150 16.0 65 16 150 4 3
=3 MPAE16016100 16.0 45 10 100 4 MP4EL20020150 20.0 80 20 150 4 2e
Ho MP4E20020100 20.0 45 20 100 4 : ag
e MP4E25025100 25.0 50 o5 100 4 MP4EL25025150 25.0 80 25 150 4 2
2o D<12 D>12 D<12 D>12 = 28
HE 0 0 . 0 0 I unit(mm) oR
i &
2 -0.020 -0.030 S unit(mm) -0.020 -0.030 #
d=5 8=d=10 12sds<16 d=5 8=d=10 12sd<16
- 0 0 0 0 0 0 «
g -0.008 -0.009 -0.010 -0.008 -0.009 -0.010 ok
QO B4 unit (mm) B4 unit (mm) D%
T 4#% Workpiece Material T/4#4% Workpiece Material
b b
% L
[El M N P M N
i 1234 5 6 123 12 3 12 4 1234 5 6 123 12 3 12 4 i,%
& & PH 5834k / < WeE. REHE | L BmEEAS N = & PH S2EZ(E / < W, REFHE | mEEAS N
g&aﬂ:jbgn S%eﬂeml A”Oyﬁjmem EBEWKK%%‘%M nglie%s Gray cast iron ﬁgfﬁf}% %Eiﬁﬁﬁ Copipmecrl ﬁloys ff:?bon S%e%eml A"oyﬁjtmea EEE%K%?N Sgﬁis Gray cast iron ﬁgﬁﬁ? %J‘E%Eéﬁ Copﬁjecrl ﬁoys
" Mloysted | (35-48HRC |\ i samess steel | 9% | “emstion |, castion | e atoy. | | <HE200) MloyStedl | (35-48HRC)| | it stamess steet | 1% | Seastion | castion | MO sty | <HE200] uu
5z {eseriRc) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) (<3sHRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) i
Qg = = O - - o o O - z g
O &IE& Most Suitable O &#& Suitable O HI&& Most Suitable O &#& Suitable
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End Mills For High Hardness

2 JIBKk

2 Flute,Ballnose

@ ERE 2 IR IHFHTNMUMNRIRE, A1
ZRATFEMNERAERNI,
@ For high performance profiling operations

= Fig1

Fig2

MP

SN TIz8%T]
End Mills For High Hardness

2 JJMRERSL
2 Flute Ballnose,with Long Shank Length

O ERE 2 DKL IFTIMUNRIRE, AT
ZRATFEHNESRAEMNI.
@ For high performance profiling operations

UES
Orderingcode 3 = Le e L P z
MP2BR050450 0.5 1.0 2 4 50 2
MP2BR100450 1.0 2.0 4 4 50 2
MP2BR150450 1.5 3.0 6 4 50 2
MP2BR200450 2.0 4.0 8 4 50 2
MP2BR200650 2.0 4.0 8 6 50 2
MP2BR250650 2.5 5.0 10 6 50 2
MP2BR300650 3.0 6.0 12 6 50 2
MP2BR400860 4.0 8.0 16 8 60 2
MP2BR5001075 5.0 10 20 10 75 2
MP2BR6001275 6.0 12 24 12 75 2
MP2BR80016100 8.0 16 32 16 100 2
MP2BR10020100 10.0 20 40 20 100 2
MP2BR12525100 1250 25 38 25 100 2
R<6 R<8
+0.01 +0.02
D12 D>12
0 0 B unit(mm)
-0.020 -0.030
4<d<6 8=d=<=10 12sd=< 16 16sd=s 25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B4 unit (mm)
T{&#1# Workpiece Material
B M N
1234 5 6 123 12 3 12 4
| wniny | Sriems | giatl | Gy | 52w | gagas | 6es
AlloySteel (35-48HRC) PH. ;nd fgrnte/ Steel Spher0|dal_ graphite Tg; iarltlj%y Forged alumlnum alloy C(OgaeBrZ)?)”OOS/S
(<35HRC) Marlen?ggs't_‘a;{rge)ss steel (2?352“;8) (35-45HRC ) Cast ?ISL:T;?;T) alloy
A A O A e

O  BR&A Most Suitable

O &#& Suitable

1T£8S Orderingcode R D Lc d L T z
MP2BLR200475 2.0 4.0 8 4 75 2
MP2BLR200675 2.0 4.0 8 6 75 2
MP2BLR250675 2.5 5.0 10 6 75 2
MP2BLR300675 3.0 6.0 12 6 75 2
MP2BLR400875 4.0 8.0 14 8 75 2

MP2BLR4008100 4.0 8.0 14 8 100 2
MP2BLR50010100 5.0 10 18 10 100 2
MP2BLR60012100 6.0 12 22 12 100 2
MP2BLR80016150 8.0 16 32 16 150 2
MP2BLR10020150 10.0 20 40 20 150 2
MP2BLR12525150 12.50 25 50 25 150 2

R=6 R<8
+0.01 +0.02
D12 D>12
0 0 {7 unit(mm)
-0.020 -0.030
4<d<6 8=d=<10 12=sd=<16 16sd=<?25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
47 unit (mm)
T 4448 Workpiece Material
B M N
1234 5 6 123 12 3 12 4
N N PH S%EM / . REw%. KEEE | . BERAS .
ff:rmbbn s%fﬂ A||oy§s%tmee| BRATEN Sgﬁzs Gray cast iron ﬁg,ﬁfﬁ? FSEa® CO;E; §|0ys
Aloysteel | (35-48HRC| | e o steet | S | P oo o | castiron | TRSG ML V| " (<HB200)
(<35HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%)
© A O A ~

IEH Most Suitable

O &#& Suitable

i

MG
BAMIZIHET]

=

g
sH
=
2

HSUS
DL DC DAL DSUS GS B SUS AL MH
BRI TELsk fRAIN ISk REWITELL ARMMITIZHT] INTSZ8%7] AEWMINTIZHHD BRI BRENN T80 =

PRSI THAL

NON
E27 VT
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End Mills For High Hardness

4 Bk

4 Flute.Corner Radius

N

&

i

Fig1

|

=] Fig2

O IREIRIT, T OUSHAE, AISSIEHAET

I,

@ For high performance edge milling applications.
. y

MP

SN TIz8%T]
End Mills For High Hardness

4 Tk

4 Flute.Corner Radius

i{ Fig1

- §f<§:§§f'Fm

O NRERMRM, TIOIBHLIE, LRI,

T,

@ For high performance edge milling applications.

ES "
OrderinJ\g code D i ke e L N z
MP4R2R02450 2 0.2 5 4 50 4
MP4R3R02450 S 0.2 8 4 50 4
MP4R3R03450 3 0.3 8 4 50 4
MP4R3R05450 S 0.5 8 4 50 4
MP4R4R02450 4 0.2 10 4 50 4
MP4R4R03450 4 0.3 10 4 50 4
MP4R4R05450 4 0.5 10 4 50 4
MP4RSR03650 5 0.3 13 6 50 4
MP4R5R05650 5 0.5 13 6 50 4
MP4R6R05650 6 0.5 15 6 50 4
MP4R6R10650 6 1.0 15 6 50 4
MP4R8R05860 8 0.5 20 8 60 4
MP4R8R10860 8 1.0 20 8 60 4

MP4R10R051075 10 0.5 25 10 75 4
MP4R10R101075 10 1.0 25 10 75 4
MP4R12R051275 12 0.5 30 12 75 4
D<12 D>12
_0.820 _0.830 A7 unit(mm)
d=6 8=ds=10 12=sds 16 d=20
0 0 0 0
-0.006 -0.008 -0.011 -0.013
AL unit (mm)
T{&#1# Workpiece Material
[2] M N|
1234 5 6 123 12 3 12 4
EOEE| oy | Bmwres | ooon | Gmcwtien | RESES | Gegil | mes
AlloySteel (35-48HRC) PH. ;nd fgrnte/ Steel Spher0|dal_ graphite cast iron Forged alumlnum alloy (<HB200
(< Merrals sotics s G| (i) | Ct o
) O A -

O  BR&A Most Suitable

O &#& Suitable

M= T
Ordering code D 2 ke e L z
MP4R12R101275 12 1.0 30 12 75 4
MP4R14R101475 14 1.0 35 14 75 4
MP4R14R151475 14 1.5 35 14 75 4
MP4R16R1016100 16 1.0 40 16 100 4
MP4R16R1516100 16 1.5 40 16 100 4
MP4R20R1020100 20 1.0 40 20 100 4
MP4R20R1520100 20 1.5 40 20 100 4
MP4R25R1025100 25 1.0 40 25 100 4
MP4R25R1525100 25 1.5 40 25 100 4
D12 D>12
0 0 S
0.020 -0.030 B unit(mm)
d=6 8=sd=<=10 12=sd=<16 d=20
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B unit (mm)
T 4448 Workpiece Material
E M N
1234 5 6 123 12 3 12 4
& & PH 5%k / < . BREEHK | . BEEES R
ff:rmbbn s%fﬂ A||oy§s%tmee| BRATEN Sgﬁzs Gray cast iron ﬁg,ﬁfﬁ? FSEa® cOpﬁgeTﬁoys
Aloysteel | (35-48HRC]| | T mess seet | 5% [P oo 0| castion | PR A ey | (<HB200)
(<35HRC) (<35HRC ) (<32HRC) (35-45HRC) (Si<12%)
(\ A O A ~

IEH Most Suitable

O &#& Suitable

i

MG
BAMIZIHET]

=

g
sH
=
2

HSUS
DL DC DAL DSUS GS B SUS AL MH
BRI TELsk fRAIN ISk REWITELL ARMMITIZHT] INTSZ8%7] AEWMINTIZHHD BRI BRENN T80 =

PRSI THAL
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E27 VT
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End Mills For High Hardness

4 TJRRE Rk

4 Flute Corner Radius,with Long Shank Length

@ For high performance edge milling applications.

O IREIRIT, T OUSHAE, AISSIEHAET
SAEMT .

=  Fig!

Fig2

MP

SN TIz8%T]
End Mills For High Hardness

i

Fig1

HR
MG
EAMIEE]

4,
s =|  Fig2

T#S %
Ordering code b i Le € = jjz#z
MP4RL40R05475 4 0.5 10 4 75 4
MP4RL40R10475 4 1.0 10 4 75 4
MP4RL40R054100 4 0.5 12 4 100 4
MP4RL40R104100 4 1.0 12 4 100 4
MP4RL6R05675 6 0.5 15 6 75 4
MP4RL6R10675 6 1.0 15 6 75 4
MP4RL60R056100 6 0.5 18 6 100 4
MP4RL60R106100 6 1.0 18 6 100 4
MP4RL80R05875 8 0.5 16 8 75 4
MP4RL80OR10875 8 1.0 16 8 75 4
MP4RL8R058100 8 0.5 25 8 100 4
MP4RL8R108100 8 1.0 25 8 100 4
MP4RL10R0510100 10.0.5 35 10 100 4
MP4RL10R1010100 10 1.0 35 10 100 4
MP4RL12R0512100 12 0.5 42 12 100 4
MP4RL12R1012100 12 1.0 42 12 100 4
D12 D>12
0 0 47 unit(mm)
-0.020 -0.030
d=6 8=d=10 12=<d=<16 d=20
0 0 0 0
-0.006 -0.008 -0.011 -0.013
AL unit (mm)
T{&#1# Workpiece Material
] M N
1234 5 6 123 12 3 12 4
orn | e | mmmrmm | TR0 | Tomiaen | WeSSE | Gapls | wes
AlloySteel | (35-48HRC) PH and ferrite/ Steel | Spheroidal graphite C'gst iam‘;y Forged aluminum alloy (Ogﬁgzoo")ys
(<o e S s () | (oo | O i o

O  BR&A Most Suitable

O &#& Suitable

| R
4 DEAWEAAEL %
4 Flute Corner Radius,with Long Shank Length i ‘ L 2%
O NREIIEI, NORBHAE, TSMAREMT. -
FEMI, 8
@ For high performance edge milling applications. . — ] éﬂ
m &
]
R
S
THS nH
Ordering code e x ke € L z @
MP4RL10R0510150 10 1.5 42 10 150 4 %
MP4RL10R1010150 10 2.0 42 10 150 4 g%
#8
MP4RL12R0512150 12 1.5 42 12 150 4 K
MP4RL12R1012150 12 2.0 42 12 150 4 —
wiaR
MP4RL14R1014100 14 1.0 50 14 100 4 @gﬂ
LR

MP4RL14R2014100 14 2.0 50 14 100 4 -
MP4RL16R1016150 16 1.0 50 16 150 4 §
MP4RL16R2016150 16 2.0 50 16 150 4 8@
MP4RL20R1020150 20 1.0 50 20 150 4 m@[
MP4RL20R2020150 20 2.0 50 20 150 4 %
MP4RL25R1025150 25 1.0 50 25 150 4 §%

a
MP4RL25R2025150 25 2.0 50 25 150 4 §
D<12 D>12 B
0 T A=
0.020 -0.030 B4 unit(mm) =

d=6 8=d=10 12=sd=<16 d=20

0 0 0 "
-0.006 -0.008 -0.011 -0.013 5.'3

Q
BB unit (mm) D%

T 4448 Workpiece Material
X
P M N
1234 5 6 123 12 3 12 4 i,%
N N PH Stk / < Wk, BRBESK | L BEEAS .
f)jﬁ:?b\on S%e%eml AIonﬁs%tMeel SERAREN Sgﬁis Gray cast iron ﬁgﬁﬁ? HEREE Copﬁjecrl ﬁoys
MloyStedl | (35-48HRC)| | it stamess steet | 1% | Seastion | castion | MO sty | <HE200] -
(<35HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) %ﬁ;
© A O A = Zlﬁ_
IEH Most Suitable O &#& Suitable
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& MP MP
g SN TI857] SRl T 8%T] ” %
End Mills For High Hardness _I - End Mills For High Hardness ft - } i —e Fig1

ot dI 1D Figt gl | R
g*g 2 DNiuNEIESL e lLe, 2 JJEIFsL ‘ L1 &ﬁ
Ey" 2 Flute.Corner Radius !- L 1 2 Flute Square End,Miniature Sizes L 2%
i

= i

O NI HEEMELRIT, SWEN, E&8TS&EMI, O KIUERRIENMITH, ERTREMERNREMT,

r%ﬁ @ Designed for processing high hardness materials, - @®Longer neck design,prevents collisions with - %
ﬁg high wear resistance, Suitable for high speed ﬂ-_* workpiece during deep pocket milling of mold rib areas ‘; E §H
§I machining. 5
o 5
iti R
B ®
i e ) 2
A = "y (>l 7/ =
g e 5 L g . T - d‘ o ’ D Lc L1 d L ﬂfk @
Orderingcode z eringcode
g MP2ENL0204501 0.2 0.40 1 4 50 2 %
HG MP2E020450 0.2 0.4 4 50 2 MP2ENL0204502 0.2 0.40 2 4 50 2 24
l;a%t MP2ENL0204503 0.2 0.40 3 4 50 2 %
MP2E030450 0.3 0.5 4 50 2 MP2ENL0304501 0.3 0.45 1 4 50 2
2a MP2ENL0304502 0.3 0.45 2 4 50 2 3
T (%}
Eoig MP2E040450 0.4 0.6 4 50 2 MP2ENL0304503 0.3 0.45 3 4 50 2 gkH
E e
MP2ENL0404502 0.4 0.60 2 4 50 2
MP2E050450 0.5 1.0 4 50 2
MP2ENL0404504 0.4 0.60 4 4 50 2
| R
@;go MP2E060450 06 15 4 50 2 MP2ENL0404506 0.4 0.60 6 4 50 2 mﬁ
Ho MP2ENL0504502 0.5 0.70 2 4 50 2 6
g MP2E070450 0.7 1.8 4 50 2 MP2ENL0504503 0.5 0.70 3 4 50 2 E'u?'t
N MP2ENL0504504 0.5 0.70 4 4 50 2 "
%‘D MP2E080450 0.8 2.0 4 50 2 MP2ENL0504506 0.5 0.70 6 4 50 2 s
= D=
H& MP2ENL0604502 0.6 0.90 2 4 50 2 8%
¥ MP2E030450 0.9 2.0 4 50 2 MP2ENL0604503 0.6 0.90 3 4 50 2 <
B9 D12 D>12 D12 D>12 2H
Q/" 0 0 {7 unit(mm) 0 0 B{7 unit(mm) "
* -0.020 -0.030 -0.020 -0.030 #
d=5 8=d=<10 12=sd=<16 d=5 8=d=<10 12=sd=<16
# 0 0 0 0 0 0 -
gg -0.008 -0.009 -0.010 -0.008 -0.009 -0.010 8§
Q A7 unit (mm) EALT unit (mm) &
T 4#% Workpiece Material T/4#4% Workpiece Material
3 &
3 #
P M N P M N
i 1234 5 6 123 12 3 12 4 1234 5 6 123 12 3 12 4 .
" Mloysteel | (35-48HRC)| |\ i smess sieet | S | eastion | castion | oy | <HE200) Mloysted | (35-48HRC) |\ i samess sieet | S | eastion | castion | O ey | <HE200) uu
5z {eseriRc) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) (<35HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) 3i
Qg z > O = - o o O - zg
©  HiEH Most Suitable O &#& Suitable IEH Most Suitable O &#& Suitable
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End Mills For High Hardness

2 THEETL

2 Flute Square End,Miniature Sizes

I

.

L1

O KIUERRIENMITH, ERTREMERNREMT,

SYEYI[vEZ S| i
End Mills For High Hardness < - e [ o
Le | {1
2 TIEFFL L
2 Flute Square End,Miniature Sizes
O KB RIEMITFY, ERTEEMENRENT,
® Longer neck design,prevents collisions with workpiece (== B —
during deep pocket milling of mold rib areas
ITES UAE-
Ordering code D Le Ll e L z
MP2ENL0604504 0.6 0.90 4 4 50 2
MP2ENL0604506 0.6 0.90 6 4 50 2
MP2ENLO704504 0.7 1.00 4 4 50 2
MP2ENLO704506 0.7 1.00 6 4 50 2
MP2ENL0804503 0.8 1.20 3 4 50 2
MP2ENL0804504 0.8 1.20 4 4 50 2
MP2ENL0804506 0.8 1.20 6 4 50 2
MP2ENL0804508 0.8 1.20 8 4 50 2
MP2ENL08045010 0.8 1.20 10 4 50 2
MP2ENL1004505 1.0 1.50 5 4 50 2
MP2ENL1004506 1.0 1.50 6 4 50 2
MP2ENL 1004508 1.0 1.50 8 4 50 2
MP2ENL 10045010 1.0 1.50 10 4 50 2
D12 D>12
0 0 B unit(mm)
-0.020 -0.030
d=5 8=d=10 12<d=<16
0 0 0
-0.008 -0.009 -0.010
A7 unit (mm)
T{&#1# Workpiece Material
[El M K| N
1234 5 6 123 12 3 12 4
& N PH 526k / . ek, REHE | L BmEEAS N
ok Auoﬁﬂd SEAREN o Gray cast iron_ ﬁizf:ﬁ)‘fy* #Hemas Cop%pmecrl,%loys
Mloysteel | (35-48HRC)| |\ i smess sieet | S | eastion | castion | oy | <HE200)
(<3SHRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%)
O &IE& Most Suitable O &#& Suitable

® Longer neck design,prevents collisions with workpiece — f —
during deep pocket milling of mold rib areas
A= UL
Ordering code E ke Sl e L z
MP2ENL 10045012 1.0 1.50 12 4 50 2
MP2ENL10045016 1.0 1.50 16 4 50 2
MP2ENL1504508 1.5 2.50 8 4 50 2
MP2ENL15045010 1.5 2.50 10 4 50 2
MP2ENL15045012 1.5 2.50 12 4 50 2
MP2ENL15045016 1.5 2.50 16 4 50 2
MP2ENL15045018 1.5 2.50 18 4 50 2
MP2ENL20045008 2.0 4.00 8 4 50 2
MP2ENL20045010 2.0 4.00 10 4 50 2
MP2ENL20045012 2.0 4.00 12 4 50 2
MP2ENL20045016 2.0 4.00 16 4 50 2
MP2ENL20045018 2.0 4.00 18 4 50 2
MP2ENL20045020 2.0 4,00 20 4 50 2
D=s12 D>12
0 0 .~
0.020 0.030 B unit(mm)
d=5 8=<d=<10 12=sd<16
0 0 0
-0.008 -0.009 -0.010
B unit (mm)
T 4448 Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
& & PH 5854k / < W%, RBHEHK | msEae N
f)iﬁ:rmb\cm S%e%eml AIonﬁs%tMeel EEE%K%?N Sgﬁis Gray cast iron ﬁgﬁﬁ? %J‘E%Eéﬁ Copﬁjecrl ﬁoys
Mloysted | (35-48HRC) |\ i samess sieet | S | eastion | castion | O ey | <HE200)
(<35HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%)
(\ A O A =

IEH Most Suitable

O &#& Suitable
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End Mills For High Hardness

2 JJsmpksk

2 Flute Ballnose,Miniature Sizes

| #
= = Fig1
Lc b

L1

-l

O KIERRIEMITH, ERTREMENREMT,

@ Longer neck design,prevents collisions with workpiece (2

during deep pocket milling of mold rib areas

-

MP

SN TIz8%T]
End Mills For High Hardness

2 JIEmpksk

2 Flute Ballnose,Miniature Sizes

yd
~  Figl

O KIERRIEMITH, ERTREMERNREMT,

®Longer neck design,prevents collisions with workpiece (&

during deep pocket milling of mold rib areas

-

iTHS 25
Orderingcode a e ke E ¢ L z
MP2BNLR0154501 0.15 0.3 0.30 1 4 50 2
MP2BNLR0154502 0.15 0.3 0.30 2 4 50 2
MP2BNLR0154503 0.15 0.3 0.30 3 4 50 2
MP2BNLR0204502 0.20 0.4 0.40 2 4 50 2
MP2BNLR0204504 0.20 0.4 0.40 4 4 50 2
MP2BNLR0204506 0.20 0.4 0.40 6 4 50 2
MP2BNLR02504502 0.25 0.5 0.50 2 4 50 2
MP2BNLR02504503 0.25 0.5 0.50 3 4 50 2
MP2BNLR02504504 0.25 0.5 0.50 4 4 50 2
MP2BNLR02504506 0.25 0.5 0.50 6 4 50 2
MP2BNLR0304502 0.30 0.6 0.60 2 4 50 2
MP2BNLR0304503 0.30 0.6 0.60 3 4 50 2
R<6
+0.01
D12
0
-0.020
0.3=d=<6
0
-0.006
47 unit (mm)
T{&#1# Workpiece Material
P M N
1234 5 6 123 12 3 12 4
& & PH S8EE(k / . W, REHE | BEEES N
ok Auoﬁﬂd SEAREN o Gray cast iron_ ﬁizf:ﬁ)‘fy* #Hemas Cop%pmecrl,%loys
AloySteel | (35-48HRC)| |\ e stamioss steet | S | ommtiont | castion | e oy | (<HB200)
(<35HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%)
©  HiEH Most Suitable O 1&& Suitable

RS VAL
Orderingcode 2 = te El e L z
MP2BNLR0304504 0.30 0.6 0.60 4 4 50 2
MP2BNLR0304506 0.30 0.6 0.60 6 4 50 2
MP2BNLR0404502 0.40 0.8 0.80 2 4 50 2
MP2BNLR0404503 0.40 0.8 0.80 8 4 50 2
MP2BNLR0404504 0.40 0.8 0.80 4 4 50 2
MP2BNLR0404505 0.40 0.8 0.80 6 4 50 2
MP2BNLR0404508 0.40 0.8 0.80 8 4 50 2
MP2BNLR04045010 0.40 0.8 0.80 10 4 50 2
MP2BNLR0504505 0.50 1.0 1.00 5 4 50 2
MP2BNLR0504506 0.50 1.0 1.00 6 4 50 2
MP2BNLR0504508 0.50 1.0 1.00 8 4 50 2
MP2BNLR05045010 0.50 1.0 1.00 10 4 50 2
MP2BNLR05045012 0.50 1.0 1.00 12 4 50 2
MP2BNLR05045016 0.50 1.0 1.00 16 4 50 2
MP2BNLR0O7504508 0.75 1.5 1.50 8 4 50 2
MP2BNLR075045010 0.75 1.8 1.50 10 4 50 2
R<6
+0.01
Ds12
0
-0.020
03=sds6
0
-0.006
A7 unit (mm)
T 4448 Workpiece Material
2] M N|
1234 5 6 123 12 3 12 4
AlloySteel (35-48HRC) PHA gnd fe;rrne/ Steel Spherondall graphite cast iron Forged alummum alloy ( <HB200)
(<) Mrorets saies s )| (S | Cotpmaun oo

IEH Most Suitable

O &#& Suitable
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End Mills For High Hardness ’ = il End Mills For High Hardness
= _ . T _ . R
= 2 THEFBRL L 2 THEERHRIFL R
K 2 Flute Ballnose,Miniature Sizes 2 Flute Square End,Conical Miniature Sizes 2@
i
= O IR RIEMITY, ERTEEMENREMNTL, O KIVBERENMT T, ESRTEAEMENREMNTI, .
gg @ Longer neck design,prevents collisions with workpiece F—r AW\E? @ Longer neck design,prevents collisions with workpiece D §
ﬁg during deep pocket milling of mold rib areas during deep pocket milling of mold rib areas L éﬂ
i L =
g B
g ]
iti R
o ®
] B
= =
= Orderingcode : = L o d - z Orderingcode = Le L e L z H
el R
! MP2BNLR0O75045012 0.75 1.5 150 12 4 50 2 MP2ELT0204501 0.2 0.40 4 50 1 2 ?5
= 24
HG MP2ELT0204502 0.2 0.40 4 50 2 2 B8
g MP2BNLR0O75045016 0.75 1.5 150 16 4 50 2 i
| MP2ELT0204503 0.2 0.40 4 50 3 2 i
MP2BNLR075045018 0.75 1.5 150 18 4 50 2 MP2ELT0304501 0.3 0.45 4 50 1 2
= BR
i53 MP2BNLR1004508 1.0 | 20 | 200 8 4 50 2 MP2ELT0304502 03 0.45 4 50 2 2 2f &
e MP2ELT0304503 0.3 0.45 4 50 8 2 Imﬁég
MP2BNLR10045010 1.0 2.0 200 10 4 50 2 MP2ELT0404502 0.4 0.60 4 50 2 2
2 MP2BNLR10045012 1.0 2.0 200 12 4 50 2 MP2ELT0404504 0.4 0.60 4 50 4 2 2
tﬁg MP2ELT0404506 0.4 0.60 4 50 6 2 gﬂ
Kt =
g MP2BNLR10045016 1.0 2.0 200 16 4 50 2 MP2ELT0504502 05 0.70 2 50 5 5 B'H?'[
MP2BNLR10045018 1.0 2.0 200 18 4 50 2 MP2ELT0504503 0.5 0.70 4 50 3 2
3;’50 MP2BNLR10045020 1.0 2.0 200 20 4 50 2 MP2ELT0504504 0:5 0.70 4 20 4 2 "%
ﬁ§ ' ' MP2ELT0504506 0.5 0.70 4 50 6 2 §§
- MP2ELT0604502 0.6 0.90 4 50 2 2 [
@ R<6 »
5 +0.01 o
25 D<= 17 D<12 D>12 24
5 0 0 0 < uni °%
: -0.020 -0.020 -0.030 Bf unit(mm) o
03<d<6 d=5 8=d=<10 12=sd<16
i 0 0 0 0 A
%8 -0.006 -0.008 -0.009 -0.010 ot
ﬁz B47 unit (mm) AT unit (mm) %
T 4#% Workpiece Material T/4#4% Workpiece Material
3 x
W L
[El M N P M N
ﬁﬂ/_/ 1234 5 6 123 12 3 12 4 1234 5 6 123 12 3 12 4 i,%
- N SH%ER < . RBHE | BEEaS . & & SHER < W, REBHE | BEEas N
Carbon S0 Auiﬁﬂa ?Eﬁ‘*%?ml Snioss AGray, Caﬁro“, ﬁi';hﬁ :ﬁff FEEEE Copigefﬁoys Carbon Sto0 A||oy§s%tmee| ?EEW*%?N/ Stamess XGfaY CaSﬁon. ﬁigﬁﬁ% HEEAE Copﬂjef ﬁoys
" Mloysted | (35-48HRC |\ i samess steel | 9% | “emstion |, castion | e atoy. | | <HE200) MloyStedl | (35-48HRC)| | it stamess steet | 1% | Seastion | castion | MO sty | <HE200] Du
5% (<35HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) (<35HRC) (<35HRC) (<32HRC) (35-45HRC) (Si<12%) %{
Hz - = - S
2 O @ O i
©  HiEH Most Suitable O &#& Suitable O HI&& Most Suitable O &#& Suitable
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End Mills For High Hardness

2 TSR BT

2 Flute Square End,Conical Miniature Sizes

4]
| . —
L | L1 \-'-_5.1
|

O KB RREMITY, ESRTEEMENREMI,
@ Longer neck design,prevents collisions with workpiece ¢ _ .
during deep pocket milling of mold rib areas .
ITES B
Ordering code D te d L Ll z
MP2ELTO604503 0.6 0.90 4 50 3 2
MP2ELT0604504 0.6 0.90 4 50 4 2
MP2ELTO604506 0.6 0.90 4 50 6 2
MP2ELT0704504 0.7 1.00 4 50 4 2
MP2ELT0704506 0.7 1.00 4 50 6 2
MP2ELT0804503 0.8 1.20 4 50 3 2
MP2ELTO804504 0.8 1.20 4 50 4 2
MP2ELT0804506 0.8 1.20 4 50 6 2
MP2ELT0804508 0.8 1.20 4 50 8 2
MP2ELT08045010 0.8 1.20 4 50 10 2
MP2ELT1004505 1.0 1.50 4 50 5 2
MP2ELT1004506 1.0 1.50 4 50 6 2
MP2ELT1004508 1.0 1.50 4 50 8 2
MP2ELT10045010 1.0 1.50 4 50 10 2
D12 D>12
0 0 7 uni
-0.020 -0.030 FAL unit(mm)
d=5 8=sd=10 12=sd=<16
0 0 0
-0.008 -0.009 -0.010
B unit (mm)
T{&#1# Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
g&aﬂbf S%eﬂeml Alﬁyﬁsgtmeel ?E?ﬁ‘%%ﬁgm/ sﬁﬁgs Kéﬁrf; Egﬁifnﬁ BABHH g%ﬁégi i
AlloySteel (35-48HRC) PH‘ ;nd fgrrite/ Steel Spheroidal_ graphite Tg; iarltly%y Forged aluminum alloy C(OgaeBrZ)?)”OOS/S
(<35HRC) Marlen?ggs't_‘a;{rge)ss steel (2?352“;8) (35-45HRC ) Cast ?ISL:ZI;;T) alloy
O  FI&EH Most Suitable O 1&& Suitable

MP

SN TIz8%T]
End Mills For High Hardness

2 TR B L

2 Flute Square End,Conical Miniature Sizes

O KIMBERRIEMI T, ESHATEENENRENT,
@®Longer neck design,prevents collisions with workpiece ¢

_
during deep pocket milling of mold rib areas "
ITES B
Ordering code D ke @ L Bl z
MP2EL 710045012 1.0 1.50 4 50 12 2
MP2EL T1004506 1.0 1.50 4 50 16 2
MP2EL T1504508 1.5 2.50 4 50 8 2
MP2EL T15045010 1.5 2.50 4 50 10 2
MP2EL T15045012 1.5 2.50 4 50 12 2
MP2EL T15045016 1.5 2.50 4 50 16 2
MP2EL T15045018 1.5 2.50 4 50 18 2
MP2ELT2004508 2.0 4.00 4 50 8 2
MP2ELT20045010 2.0 4.00 4 50 10 2
MP2ELT20045012 2.0 4.00 4 50 12 2
MP2ELT20045016 2.0 4.00 4 50 16 2
MP2ELT20045018 2.0 4.00 4 50 18 2
MP2ELT20045020 2.0 4,00 4 50 20 2
D12 D>12
0 0 47 unit(mm)
-0.020 -0.030
d=5 8=sd=<=10 12=sd=<16
0 0 0
-0.008 -0.009 -0.010
EA{T unit (mm)
T 4448 Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
a a PH 5%tk / S Wik BRBHH N BIEEAS N
f)iﬁ:rmb\cm S%e%eml AIonﬁs%tMeel EEE%K%?N Sgﬁis Gray cast iron ﬁi‘:'riﬁi% %J‘E%Eéﬁ Cor %Hecrl ﬁo s
AlloySteel (35-48HRC) Vot PHA:mdtfgr:'ne/ ool Steel Spherondf\ll graphite cagst irony Fgrgeid IalurAmnum l'TlIon (2&3200}/
(o) S Sty | (sasre) | O pumiu o
(\ A O A =
BRIEE Most Suitable O 1&& Suitable

i
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End Mills For High Hardness

2 TR B L

2 Flute Square End,Conical Miniature Sizes

O KB RIEMITFY, ERTEEMENRENT,
@ Longer neck design,prevents collisions with workpiece *ﬂ

during deep pocket milling of mold rib areas

MP

SN TIz8%T]
End Mills For High Hardness

2 TR B L

2 Flute Square End,Conical Miniature Sizes

O KIBRRIENIFY, ERFEEMEIRENL,
@ L onger neck design,prevents collisions with workpiece *ﬂ

during deep pocket milling of mold rib areas

T8RS VAL
Ordering code 3 R £e e L =l z
MP2BLTR0154501 0.15 0.3 0.30 4 50 1 2
MP2BLTR0154502 0.15 0.3 0.30 4 50 2 2
MP2BLTR0154503 0.15 0.3 0.30 4 50 3 2
MP2BLTR0204502 0.20 0.45 0.40 4 50 2 2
MP2BLTR0204504 0.20 0.4 0.40 4 50 4 2
MP2BLTR0204506 0.20 0.4 0.40 4 50 6 2
MP2BLTR02504502 0.25 0.5 0.50 4 50 2 2
MP2BLTR02504503 0.25 0.5 0.50 4 50 3 2
MP2BLTR02504504 0.25 0.5 0.50 4 50 4 2
MP2BLTR02504506 0.25 0.5 0.50 4 50 6 2
MP2BLTR0304502 0.30 0.6 0.60 4 50 2 2
MP2BLTR0304503 0.30 0.6 0.60 4 50 3 2
MP2BLTR0304504 0.30 0.6 0.60 4 50 4 2
MP2BLTR0304506 0.30 0.6 0.60 4 50 6 2
R<6 R<8
+0.01 +0.02
D12 D>12
0 0 B unit(mm)
-0.020 -0.030
4<d<6 8=d=<10 12=sd=<16 16s=sds<25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B unit (mm)
T 4#% Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
B . AW A4W PH 5#&AK/ REEW IR }*%ﬁﬁ Eaam ﬁﬁ%%ﬁﬁﬁ Aae
Carbon Steel | Alloy steel Pﬁ?ﬁfe%ﬁg/ Stgitr;Ieelss Spgéra;gjsé:;%%ite High alloy Forge?aﬁffnﬁiﬁ alloy Coppner Alloys

AlloySteel | (35-48HRC)

(<35HRC)

Martensitic stainless steel

(<35HRC)

cast iron
(<32HRC)

cast iron
(35-45HRC)

Cast aluminum alloy

(Si<12% )

(<HB200)

O

O  BR&A Most Suitable

O &#& Suitable

AlloySteel [ (35-48HRC)

(<35HRC)

Martensitic stainless steel

(<35HRC)

cast iron

(<32HRC)

cast iron
(35-45HRC)

Cast aluminum alloy
(Si<12%)

ST o —
Ord;rrinj\giode 3 D = ¢ = = ﬂzﬁ
MP2BLTR0404502 0.40 0.8 0.80 4 50 2 2
MP2BLTR0404503 0.40 0.8 0.80 4 50 3 2
MP2BLTR0404504 0.40 0.8 0.80 4 50 4 2
MP2BLTR0404505 0.40 0.8 0.80 4 50 6 2
MP2BLTR0404508 0.40 0.8 0.80 4 50 8 2
MP2BLTR04045010 0.40 0.8 0.80 4 50 10 2
MP2BLTR0504505 0.50 1.0 1.00 4 50 5 2
MP2BLTR0504506 0.50 1.0 1.00 4 50 6 2
MP2BLTR0504508 0.50 1.0 1.00 4 50 8 2
MP2BLTR05045010 0.50 1.0 1.00 4 50 10 2
MP2BLTR05045012 0.50 1.0 1.00 4 50 12 2
MP2BLTR05045016 0.50 1.0 1.00 4 50 16 2
MP2BLTR07504508 0.75 1.5 1.50 4 50 8 2
MP2BLTR075045010 0.75 1.5 1.50 4 50 10 2
R<6 R<8
+0.01 +0.02
D12 D>12
-O.(C))ZO -O.(C))SO B unit(mm)
4<d<6 8=d=<10 12=sd=<16 16sd=<25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B unit (mm)
T 4448 Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
N N PH SEkZlA/ < R N EEAS N
gﬁb&nﬂiﬁg A"EV%ESI Pﬁ Ei%%%r%a/ S%E:;?S s s}?%é?fﬁi ﬁgiﬁ’% Forgef? ﬁfriifn alloy COF’%]F?; f“’ys

(<HB200)

©)

IEH Most Suitable

O &#& Suitable
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End Mills For High Hardness

2 TR B L

R
a
[ =0k e
Lc
| T

2 Flute Square End,Conical Miniature Sizes

O KIERRIEMITH, ERTREMENREMT,

® | onger neck design,prevents collisions with workpiece %’9

during deep pocket milling of mold rib areas

IT8S I
Ordering code 3 D Lo @ L El z
MP2BLTR075045012 0.75 1.5 150 4 50 12 2
MP2BLTR075045016 0.75 1.5 150 4 50 16 2
MP2BLTR075045018 0.75 1.5 150 4 50 18 2
MP2BLTR1004508 1.0 2.0 200 4 50 8 2
MP2BLTR10045010 1.0 2.0 200 4 50 10 2
MP2BLTR10045012 1.0 2.0 200 4 50 12 2
MP2BLTR10045016 1.0 2.0 200 4 50 16 2
MP2BLTR10045018 1.0 2.0 200 4 50 18 2
MP2BLTR10045020 1.0 2.0 200 4 50 20 2
R<6 R<8
+0.01 +0.02
D12 D>12
0 0 B unit(mm)
-0.020 -0.030
4<d<6 8=d=<10 12=sd<16 16sds< 25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B unit (mm)
T{&#1# Workpiece Material
P M K N
1234 5 6 123 12 3 12 4
o | Al Snrem | omd | PO tion, | meema e Aa®
AlloySteel (35-48HRC) PH. ;nd fgrrite/ Steel Spheroidal_ graphite Tg; iarltlj%y Forged aluminum alloy C(OgaeBrZ)?)”OOS/S
(<35HRC) Marlen?ggs't_‘a;{rge)ss steel (2?352“;8) (35-45HRC ) Cast ?ISL:T;?;T) alloy
A A O A ~
O &IE& Most Suitable O &#& Suitable

MH

BAENN T32557]

End Mills For Super High Hardness

2 L

2 Flute.Standard Length

[T

? :, Eﬂ Fige

OFHRIINKIT, MBRIRE, JLIEMNAEMT .

I,

@ For slotting and pocket milling in hardened steels.

T8S Ak
Ordering code D Lo e L z
MH2E 100450 1.0 2.5 4 50 2
MH2E 150450 1.5 4 4 50 2
MH2E200450 2.0 5 4 50 2
MH2E250450 2.5 6 4 50 2
MH2E300450 3.0 8 4 50 2
MH2E400450 4.0 10 4 50 2
MH2E300650 3.0 8 6 50 2
MH2E400650 4.0 10 6 50 2
MH2E500650 5.0 13 6 50 2
MH2E600650 6.0 15 6 50 2
MH2E800860 8.0 20 8 60 2
MH2E1001075 10.0 25 10 75 2
MH2E1201275 12.0 30 12 75 2
MH2E1401475 14.0 32 14 75 2

MH2E16016100 16.0 45 16 100 2
MH2E20020100 20.0 45 20 100 2
D<12 D>12
0 0 {7 unit(mm)
-0.020 -0.030
d=5 8=d=<10 12<d=< 16
0 0 0
-0.008 -0.009 -0.010

47 unit (mm)

T4#4%F Workpiece Material

1234 5 6 123 12 3 12 4
B, B8N AEN PH 5854k / R | PEER. BRESHK = .
CarbonDSteeI Allgy steel B ERAERER Stainless Gray cast iron ﬁér;ﬁi”ﬁ* . dﬁﬁjﬂ ol dﬁﬁgﬂ e
AlloySteel (35-48HRC) PH and ferrite/ Steel Spheroidal graphite 'gh afloy 7222&;{(5; ;ee (855?23H;'g;9
(<35HRC) Martensitic stainless steel cast iron ( 3%%22;0;(: )
(<35HRC) (<32HRC)
O
B&#A Most Suitable O && Suitable

i
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BAMIZIHET]

MP
FEINTIZ8570
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g HBEENN TS 8E7] B HBEENN T3 8E7] B )
End Mills For Super High Hardness < — }@q Fig2 End Mills For Super High Hardness <} = @q Fig2
at _ T R
~ O L ST P ~ T R
g 4 7k | 4 ARk | .
gv 4 Flute.Standard Length 4 Flute.With Long Shank Length 2%
B OBHINRH, WBMRE, FHERARENT . OEHITINGH, MRHRE, TLIEERNEENT -
B ®For edge-milling,semi-finishing,and finishing of :_ﬂ ®For edge-milling,semi-finishing,and finishing of B
ﬁg hardened steels hardened steels Iﬁ
kT 2=
= &
N ]
TS I TS %
= : D Lc d L RS D Lc d L P 5
% : Ordering code z Ordering code 7 ﬁ
H& ) 2. =
§ MHAE100450 1.0 ° 4 o0 4 MH4EL400475 4.0 15 4 75 4 &
= MH4E150450 1.5 4 4 50 4 @
5 MH4E200450 50 5 2 50 4 MH4EL600675 6.0 25 6 75 4 5
g, MH4E250450 2.5 6 4 50 4 MH4EL6006100 6.0 25 6 100 4 o]
=g o=
g"’ MH4E300450 3.0 8 4 50 4 MH4EL800875 8.0 32 8 75 4 “’%
= MHA4E400450 4.0 10 4 50 4 MH4EL8008100 8.0 32 8 100 4 *
oay MHAE300650 3.0 8 6 50 4 MH4EL 10010100 10.0 40 10 100 4 BR
Hﬁé MHAE400650 4.0 10 6 o0 4 MH4EL10010150 10.0 45 10 150 4 gfﬁ
&g MH4E500650 5.0 13 6 50 4 : TRd
Eg MH4E1001075 10.0 25 10 75 4 MH4EL14014100 14.0 56 14 100 4 85"
g MH4E1201275 12.0 30 12 75 4 MH4EL14014150 14.0 56 14 150 4 o
N MHA4E1401475 14.0 32 14 S 4 MH4EL16016150 16.0 65 16 150 4 "
& i
=2 MF4E16016100 16.0 45 16 100 4 MH4EL20020150 20.0 80 20 150 4 =
t«ﬁ» MH4E20020100 20.0 45 20 100 4 8@
¥ MH4E25025100 25.0 50 25 100 4 MH4EL25025150 25.0 80 25 150 4 K
29 D<12 D>12 D<12 D>12 2H
2 0 0 BT unit(mm) 0 0 BT unit(mm) ngz
* -0.020 -0.030 -0.020 -0.030 .
d=5 8=d=<=10 12=d=<16 d=5 8=d=<=10 12=sd=<=16
5 0 0 0 0 0 0 A
%8 -0.008 -0.009 -0.010 -0.008 -0.009 -0.010 Bﬁ
ﬁ B4 unit (mm) BALZ unit (mm) %
. T/%#4% Workpiece Material T/%#4%}F Workpiece Material X
K3 &
=) aH
- P M P M 3
L 1234 5 6 123 12 3 12 3 1234 5 6 123 12 3 12 3 2
o B o PH SHEMR/ - WS, RBHE | __ = = N PO PH SHE( / WE%. RBEE | = =
ngﬂbn 3%6%2 A"Ovﬁjtmee' SRR Sgﬁzs Gray cast iron ﬁizr?:ﬁfy* harderff:lmsteel harderEsttee ngrl?oon S%e%?l Allofjtmeel DEAREN S?;ﬁilﬂs Gray cast iron ':Ehﬁ fﬁ hardefgm steel harde:zgmstee
w AlloySteel | (35-48HRC) PH. gnd fgmte/ Steel Sphermda! graphite cast iron (<55HRC) (55-60HRC) AlloySteel | (35-48HRC) PH. gnd fgrrlte/ Steel Spher0|dalv graphite cast iron (<55HRC) (55-60HRC) et
?é (<35HRC) Martenflzgsslga}:l{ncliss steel (igszt}—lq?g) (35-45HRC ) (<35HRC) Marten?ﬂgSsLaFl{rzl:e)ss steel (ngztl_:g)g) (35-45HRC ) é%
= O ©) O ™
O H&IEH Most Suitable O 1&& Suitable O EE&ES Most Suitable O 1&#& Suitable
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End Mills For Super High Hardness

2 7IEKk y
2 Flute,Ballnose @177 — &, Fig2

O EME 2 DHCKYHIRUARIRE, AT 2 NAT=E
EIENESECYp i) [

®Excellent for a wide range of high performance B ov— e ¥
profiling and cavity milling operations in hardened steels L_’ﬁw

ITES VAL

Ordering code 3 D Le ¢ L z
MH2BR050450 0.5 1.0 2 4 50 2
MH2BR100450 1.0 2.0 4 4 50 2
MH2BR150450 1.5 3.0 6 4 50 2
MH2BR200450 2.0 4.0 8 4 50 2
MH2BR200650 2.0 4.0 8 6 50 2
MH2BR250650 25 5.0 10 6 50 2
MH2BR300650 3.0 6.0 12 6 50 2
MH2BR400860 4.0 8.0 16 8 60 2
MH2BR5001075 5.0 10 20 10 75 2
MH2BR6001275 6.0 12 24 12 75 2
MH2BR80016100 8.0 16 32 16 100 2
MH2BR10020100 10.0 20 40 20 100 2
MH2BR12525100 12.5 25 38 25 100 2

R<6 R<8

=0.01 +0.02

D<12 D>12

0 0 A7 unit(mm)
-0.020 -0.030
4<d<6 8=d=10 12=sd=<16 16s=sd=<25
0 0 0 0

-0.006 -0.008 -0.011 -0.013

BT unit (mm)

T 4#4# Workpiece Material

1234 5 6 123 12 3 12 3

BR. A2 | aen PH SEEIA / am | mEw. mEww | _ " "

Carbon Steel Alllzy steel SERAREN Stainless | _Gray castiron ﬁéh@ ?%% hardlgrfsmsteel hardgrEsttee
AlloySteel | (35-48HRC) PH and ferrite/ Steel | Spheroidal graphite g t-a o (<55HRC) (55-60HRC)
(<35HRC ) Martensitic stainless steel cast iron ( cas |ronc)

(<35HRC) (<32HRC) 35-45HR
O
O &IES Most Suitable O &#& Suitable

MH

BAENN T32557]

End Mills For Super High Hardness

2 TR BR K

2 Flute Ballnose,with Long Shank Length

O ERE 2 N HNBRURRIRE, W ZNASEE

WIERIBEFMNT .

@®Excellent for a wide range of high performance
profiling and cavity milling operations in hardened steels

RS DAL
Ordering code 3 = Le e L z
MH2BLR200475 2.0 4.0 8 4 75 2
MH2BLR200675 2.0 4.0 8 6 75 2
MH2BLR250675 2.5 5.0 10 6 75 2
MH2BLR300675 3.0 6.0 12 6 75 2
MH2BLR400875 4.0 8.0 14 8 75 2
MH2BLR4008100 4.0 8.0 14 8 100 2
MH2BLR50010100 5.0 10 18 10 100 2
MH2BLR60012100 6.0 12 22 12 100 2
MH2BLR80016150 8.0 16 32 16 150 2
MH2BLR10020150 10.0 20 40 20 150 2
MH2BLR12525150 12,5 25 50 25 150 2
R<6 R<8
+0.01 +0.02
Ds12 D>12
0 0 B4 unit(mm)
-0.020 -0.030
4<d<6 8=d=<10 12<d< 16 16=sd=<25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B4 unit (mm)
T/%#4%}F Workpiece Material
=] M
1234 5 6 123 12 3 12 3
. Be s PH SEERIE/ e REHE | = =
éﬁ;ﬂbn S%ei?l Allofjtmeel S RAERGEN séﬁzﬂs Gray cast iron ':imffoﬁ harden%ﬁlm steel harderEgmstee
AlloySteel | (35-48HRC ) PH and ferrite/ Steel | Spheroidal graphite cagst irony (<55HRC) (55-60HRC)
(<35HRC) Marten?ﬂgSsLaFl{rzl:e)ss steel (ngztl_:g)g) (35-45HRC )
O
) &I&A Most Suitable O &7 Suitable

i
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FEINTIZ8570

=
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Fig1

HEAEAN 3255 7]

End Mills For Super High Hardness ﬁl

4 Bk

L

r{

Fig2

4 Flute.Corner Radius

0=7]. SN, SLIMTHREEREMT,

@ Corner radius design.for high productivity edge-milling : Egs

in hardened steels

T8RS Ak~
Ordering code i D Lo e L z
MH4R2R02450 2 0.2 5 4 50 4
MH4R3R02450 3 0.2 8 4 50 4
MH4R3R03450 3 0.3 8 4 50 4
MH4R3R05450 3 0.5 8 4 50 4
MH4R4R02450 4 0.2 10 4 50 4
MH4R4R03450 4 0.3 10 4 50 4
MH4R4R05450 4 0.5 10 4 50 4
MH4R5R03650 5 0.3 13 6 50 4
MH4RSR05650 5 0.5 13 6 50 4
MH4R6R05650 6 0.5 15 6 50 4
MH4R6R10650 6 1.0 15 6 50 4
MH4R8R05860 8 0.5 20 8 60 4
MH4R8R10860 8 1.0 20 8 60 4
MH4R10R051075 10 0.5 25 10 75 4
MH4R10R101075 10 1.0 25 10 75 4
MH4R12R051275 12 0.5 30 12 75 4
D=<12 D>12
0 0 TR
-0.020 -0.030 %'fﬂ unlt(mm)
d=6 8=d=<=10 12=sd=<16 d=20
0 0 0 0
-0.006 -0.008 -0.011 -0.013
47 unit (mm)
T 4#4# Workpiece Material
P M
1234 5 6 123 12 3 12 3
ey a4 PH 581K/ < IREEE . BREBHH N 7 %
gﬂbnus%eigl AIonﬁs%tl?ael SERAREN Stze_iigrﬁzs kGraV, cast iron. ﬁizr?:ﬁfy* harderfflmsteel harderﬁzzmstee
AlloySteel | (35-48HRC) Martei:t?cngt;?rzlrgsi weel | ST Sphers;‘:ta'ir%;aph'te cast iron (<55HRC) (55-60HRC)
(<35HRC) (<35HRC ) (<32HRC) (35-45HRC)
O

ERIEA Most Suitable

O && Suitable

MH

BAENN T32557]

End Mills For Super High Hardness

4 Tk

4 Flute.Corner Radius

0=7]. SNIMR, SERMTHNESEREMT,

@ Corner radius design.for high productivity edge-milling

in hardened steels

1
0|

[
D
-

&

Fig1

|

Fi

Fig2

T8RS Uk
Ordering code i D ke g L z
MH4R12R101275 12 1.0 30 12 75 4
85
MH4R14R101475 14 1.0 14 75 4
MH4R14R151475 14 1.5 35 14 75 4
MH4R16R1016100 16 1.0 40 16 100 4
MH4R16R1516100 16 1.5 40 16 100 4
MH4R20R1020100 20 1.0 40 20 100 4
MH4R20R1520100 20 1.5 40 20 100 4
MH4R25R1025100 25 1.0 40 25 100 4
MH4R25R1525100 25 1.5 40 25 100 4
Ds12 D>12
0 0 PUR
-0.020 -0.030 %{M unlt(mm)
=6 8=sd=10 12sd<16 d=20
0 0 0
-0.006 -0.008 -0.011 -0.013
BAAZ unit (mm)
T/%#4%}F Workpiece Material
[El M
1234 5 6 123 12 3 12 3
e B PR PH SEE/ R, REBE® | = =
éﬁ;ﬂbn S%;eml Allofjtmeel S RAERGEN séﬁzﬂs Gray cast iron ':foﬁ harden%ﬁlm steel harderEgmstee
Aloysteel - |(35-48HRC) Martei':itiacngt;?r:gseg steel | 1 Sphe?;iilir%?phlte cast iron (<SSHRC) (85-60HRC)
(<35HRC) ( <35HRC) (<32HRC) (35-45HRC)
O

) EIEE Most Suitable

O && Suitable

i
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BAMIZIHET]

MP
FEINTIZ8570
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HEAEAN 3255 7]

End Mills For Super High Hardness

4 TJRRE Rk

4 Flute Corner Radius,with Long Shank Length

0=7]. SN, SLIMTHREEREMT,

@ Corner radius design.for high productivity edge-milling

in hardened steels.

RN

=} Figt

Fig2

TS UIE:
Ordering code o 3 te @ E z
MH4RL40R05475 4 0.5 10 4 75 4
MHA4RI40R10475 4 1.0 10 4 75 4
MH4RL40R054100 4 0.5 12 4 100 4
MH4RL40R104100 4 1.0 12 4 100 4
MH4RL6R05675 6 0.5 15 6 75 4
MHA4RL6R10675 6 1.0 15 6 75 4
MH4RL60R056100 6 0.5 18 6 100 4
MH4RL60R106100 6 1.0 18 6 100 4
MH4RI8OR05875 8 0.5 16 8 75 4
MH4RI8OR10875 8 1.0 16 8 75 4
MH4RL8R058100 8 0.5 25 8 100 4
MH4RLBR108100 8 1.0 25 8 100 4
MH4RL10R0510100 10 0.5 35 10 100 4
MH4RL10R1010100 10 1.0 35 10 100 4
MH4RL12R0512100 12 0.5 42 12 100 4
MH4RL12R1012100 12 1.0 42 12 100 4
D12 D>12
0 0 {7 unit(mm)
-0.020 -0.030
d=6 8=d=10 12=sds<16 d=20
0 0 0
-0.006 -0.008 -0.011 -0.013
AL unit (mm)
T/%#4% Workpiece Material
P M
1234 5 6 123 12 3 12 3
éﬁjﬂbf&jﬂ Alﬁvﬁjqee' g;w%?%%m/ Siﬁzs méii Cfﬁ%ﬁ% EE?:@% hard;frfsmsteel harcjfrﬁzzmstee
AlloySteel | (35-48HRC) PH and ferrite/ Steel | Spheroidal graphite | "190 2 (<55HRC) (55-60HRC)
(<35HRC) Marten?EgSs':aFl{ncliss steel (igszt'_l'rgg) (35-45HRC )
O

O H&IEH Most Suitable

O && Suitable

i

535 R
MH ===t ~
‘ Le | EE
BAENN TIz28%] ' )
End Mills For Super High Hardness = .
4 DEAWBE AL L | o B
4 Flute Corner Radius,with Long Shank Length 2%
0=, BAIMEE, SMTANEEENT . .
@ Corner radius design.for high productivity edge-milling B
in hardened steels. Iﬁ
=g
s
R
S
TS T =
i
Ordering code B 2 = ¢ L z o
MH4RL10R0510150 10 1.5 42 10 150 4 ﬁ'?;
H
MH4RL10R1010150 10 2.0 42 10 150 4 gg
&
MH4RL12R0512150 12 1.5 42 12 150 4 ﬁ
MH4RL12R1012150 12 2.0 42 12 150 4
=R
MH4RL14R1014100 14 1.0 50 14 100 4 gﬁﬁ
TEH
MH4RL14R2014100 14 2.0 50 14 100 4 L
MH4RL16R1016150 16 1.0 50 16 150 4 =
S
MH4RL16R2016150 16 2.0 50 16 150 4 8H
MH4RL20R1020150 20 1.0 50 20 150 4 @
MH4RL20R2020150 20 2.0 50 20 150 4 X
W
MH4RL25R1025150 25 1.0 50 25 150 4 §g
fa]
MH4RL25R2025150 25 2.0 50 25 150 4 §
*
Ds12 D>12 EIH
0 . &
0.020 -0.030 {7 unit(mm) o
d=6 8=<d=<10 12=sd=<16 d=20
0 0 -
-0.006 -0.008 -0.011 -0.013 Bﬁ
B4 unit (mm) %
T/%#4%}F Workpiece Material A
L8
[El M
1234 5 6 123 12 3 12 3 2
v Ao as PH S#k(k / miEek. BREBESH | L . .
éﬁ;ﬂbn S%;eml Allofjtmeel S RAERGEN séﬁzﬂs Gray cast iron ':foﬁ harden%ﬁlm steel harderEgmstee
AlloySteel | (35-48HRC) Martei:ti:ngt;ier:gseé weal | ST Sphegif'irgfph'te cast iron (<55HRC) (55-60HRC) _m
(<35HRC) ( <35HRC) (<32HRC) (35-45HRC) g%
O Aus
) BIEE Most Suitable O &#& Suitable
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AL

RN IIZ5E]

End Mills For Aluminum

2 ISk

2 Flute.Standard Length

?t Fig1

s ~

O XZ B ERIRFHN BRI, RIEEEESEH SN

ITRMENERERES

@ Large chip space.suitable for general purpose slotting

and pocket milling in aluminum alloys.

—y

ITES 7 #
Ordering code = e d L z
AL2E020450 0.2 0.4 4 50 2
AI2E030450 0.3 0.6 4 50 2
AL2E040450 0.4 0.8 4 50 2
AL2E050450 0.5 1.0 4 50 2
AL2E060450 0.6 1.2 4 50 2
AL2E070450 0.7 1.4 4 50 2
AL2E080450 0.8 1.6 4 50 2
AL2E090450 0.9 1.8 4 50 2
AL2E100450 1.0 3.0 4 50 2
AL2E120450 1.2 3.6 4 50 2
AL2E150450 1.5 4.5 4 50 2
AL2E200450 2.0 6.0 4 50 2
AL2E250450 2.5 7.0 4 50 2
AL2E300450 3.0 9.0 4 50 2
AL2E400450 4.0 10.0 4 50 2
AL2E500650 5.0 12.0 6 50 2
AL2E600650 6.0 15.0 6 50 2
AL2E800860 8.0 20.0 8 60 2
AL2E1001075 10.0 25.0 10 75 2
AL2E1201275 12.0 30.0 12 75 2

D<12 D>12
0 0 A7 unit(mm)
-0.020 -0.030
d=6 8=d=10 12=<d=<16
0 0 0
-0.006 -0.008 -0.011

B4 unit (mm)

T 4## Workpiece Material

1234 5 123 12 12 3 4
B, aem | aew R | KB MBS | BEReD e
Carbon Steel AIIZy steel | Stainless Gray cast iron RIERAE HEEEE wAEe
AlloySteel | (35-48HRC) Steel Spheroidal graphite| CastAl alloy, Cas} Al alloy Copper Alloy
(<35HRC) cast iron Forged Al alloy (Si<12%) (<HB200)
(<32HRC) (Si<12%)
O

RIEA Most Suitable

O &#& Suitable

AL

RN IIZ5E]

End Mills For Aluminum

3 Ik

3 Flute.Standard Length

O XEBZERIBFNTI BRI, RIESBEEEFTHHISEIN

IRMENERERESE

@ Large chip space.suitable for general purpose slotting

and pocket milling in aluminum alloys.

2]

Fig1

,31 Fig2

oy e
Ord;rinAgiode & = ¢ L jjzﬁ
AL3E100450 1.0 3.0 4 50 3
AL3E150450 1.5 4.5 4 50 3
AL3E180450 1.8 5.0 4 50 3
AL3E200450 2.0 6.0 4 50 3
AL3E300450 3.0 9.0 4 50 3
AL3E400450 4.0 12.0 4 50 8
AL3E300650 3.0 9.0 6 50 3
AL3E400650 4.0 11.0 6 50 8
AL3E500650 5.0 13.0 6 50 3
AL3E600650 6.0 15.0 6 50 3
AL3E800860 8.0 20.0 8 60 3
AL3E1001075 10.0 25.0 10 75 8
AL3E1201275 12.0 30.0 12 75 3
AL3E16016100 16.0 40.0 16 100 3
AL3E20020100 20.0 50.0 20 100 3
AL3E25025100 25.0 50.0 25 100 3
Ds12 D>12
0 0 A7 unit(mm)
-0.020 -0.030
d=6 8=d=<10 12=sd=<16
0 0 0
-0.006 -0.008 -0.011

A unit (mm)

T /&#7% Workpiece Material

1234 5 123 12 12 3 4
BN, a8 | Bew R | KEH RREER | BEELS e
Carbon Steel | Alloy steel | Stainless | _ Gray castiron BERES ot bl
AlloySteel | (35-48HRC)| Steel Spheroidal graphite| CastAl alloy, Cast Al alloy | Copper Alloy
(<35HRC) cast iron Forged Al alloy (Si<12%) (<HB200)
(<32HRC) (Si<12%)
0O

&IEA Most Suitable

@)

&5 Suitable

i

MG
BAMIZIHET]

MP
FEINTIZ8570

=

MH
RN TIIHET]

R
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H
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B
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DAL DSUS GS B SUS
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» R
- AL e AL = . :
EP% Hr—- _ T SR “l = + | = - Figt gg
g =)= 0 IMBRVES YA L =)= ) | MERVES Y| ' - =
End Mills For Aluminum - o End Mills For Aluminum %
S oSS - ey = .
S_ 3 NIk i i 2 7JBKRsk e o
g" 3 Flute.Long Flute Length L 2 Flutes. Ballnose L . : 2%
= O3 TIEMELG I RS ORI, AT ZRTREeESH @EMAE 2 TIERLGET], WS ZRATEESSHNSN *
B BRHEMTI. ¥HEMNT, HREGARMIZERS, AT, B
= ® | onger cutting edge design.suitable for deeper slotting ﬂ @ For general purpose profiling applications in aluminum §E|
§I and edge-milling in aluminum alloys. alloys @
g ]
1 R
- 5
= B
: TS AL UES D $ER L d L 7% E
& M=y . = c T z e
Ordering code D Lc d L 5 Ordering code
% AL2BR050450 1.0 0.5 20 4 50 2 %
HS AL3EL6006100 6.0 30.0 6 100 3 AL2BR075450 15 0.8 3.0 4 50 2 28
l;a%t AL2BR100450 2.0 1.0 4.0 4 50 2 g
AL3EL8008100 8.0 35.0 8 100 3 AL2BR150450 3.0 1.5 60 4 50 2
E?&*: AL2BR200450 4.0 2.0 8.0 4 50 2 HEB
535 AL3EL10010100 10.0 40.0 10 100 3 AL2BR150650 .0 1.5 6.0 6 50 2 25
=5 AL2BR200650 4.0 2.0 8.0 6 50 2 s
N ALJEL12012100 12.0 45.0 12 100 3 SLEnoatocn o - LU c -0 2 -
e AL2BR300650 6.0 3.0 12.0 6 50 2 ﬁ
[=Ees B
& AL3EL16016150 16.0 68.0 16 150 3 ALZER 0D 0 o) 1210 £ &Y 2 vs
& AL2BR5001075 10.0 5.0 18.0 10 75 2 [l
N AL3EL20020150 20.0 80.0 20 150 3 AL2BR6001275 12.0 6.0 250 |- (0 2 *
g% %ﬁ
Ho AL3EL25025150 25.0 80.0 25 150 3 2g
5 : : R<6 R<8 i
+0.01 +0.02
5 D<12 D>12 »
2o D<12 5>12 0 0 &£z unit(mm) 25
B ) 0 N -0.020 -0.030 88
e _ B AL unit(mm) 4 <d<6 8=d=<=10 12sd=<16 1esd=<25 o
0.020 0.030 0 0 0 0
d=6 8=sd=10 12=sd=<16

- 0 0 0 -0.006 -0.008 -0.011 -0.013 "
B i
Eg ~0.006 ~0.008 ~0.011 B unit (mm) 84!:-;'

i
¥ B4 unit (mm) M
= T 4% Workpiece Material T 4% Workpiece Material A
3 i
ik [#] M N (7] M N 3
* 1234 5 123 12 12 3 4 1234 5 123 12 12 3 4 &

e A a . R, RESS | BEEas R . N A 5 REs, HEER | FEAGS N s
Egjﬂbnms%sg Alloy/ﬁsi[)gel Stzﬁgﬂs Gray cast iron BEBAR HEEAS fHaE Engrmbon S%Seml AIonﬁjﬂeel Stze_ii%rﬁzs Gray cast iron BEBA® BEEAR HEE
e AlloySteel | (35-48HRC)|  Steel Spheroidal graphite| CastAl alloy, Cast Al aolloy Copper Alloy AlloySteel | (35-48HRC)|  Steel Spheroidal graphite| _CastAl alloy, Cast Al aolloy Copper Alloy P
e (<35HRC) cast iron Forged Al alloy (Si<12%) (<HB200) (<35HRC) cast iron Forged Al alloy (Si<12%) (<HB200) zid
;k} > (<32HRC) (Si<12%) (<32HRC) (Si<12%) > E
a0 P O P A O ® T
RIEA Most Suitable O E& Suitable O &IEA Most Suitable O &#& Suitable
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End Mills For Stainless Steel

2 ISk

2 Flute.Standard Length

OZEBZEAK, Al ZRAFAGEHIEE. BpRINT,
@ Large chip space.suitable for general purpose slotting
and pocket milling of stainless steel parts.

[ S==Sd

1] L Fig2
g s = KQQI :

SUS

AN TIL557]

End Mills For Stainless Steel

4 PFSL

4 Flute.Standard Length
O SERINTI MgiT, BB AYE, TS THE

T,

@®For high productivity edge-milling, semi-finishing and

finishing of stainless steels

BREMT .

|
2]

Fig1

%

Fig2

1TSS T
Ordering code o Le d L z
SUS2E020450 0.2 0.4 4 50 2
SUS2E030450 0.3 0.6 4 50 2
SUS2E040450 0.4 0.6 4 50 2
SUS2E050450 0.5 1.0 4 50 2
SUS2E060450 0.6 1.2 4 50 2
SUS2E070450 0.7 1.4 4 50 2
SUS2E080450 0.8 1.6 4 50 2
SUS2E090450 0.9 1.8 4 50 2
SUS2E100450 1.0 3.0 4 50 2
SUS2E120450 1.2 3.5 4 50 2
SUS2E150450 1.5 4.5 4 50 2
SUS2E180450 1.8 5.0 4 50 2
SUS2E200450 2.0 6.0 4 50 2
SUS2E250450 2.5 7.0 4 50 2
SUS2E300450 3.0 8.0 4 50 2
SUS2E300650 3.0 8.0 6 50 2
SUS2E350650 3.5 9.0 6 50 2
SUS2E400450 4.0 11.0 4 50 2
SUS2E400650 4.0 11.0 6 50 2
SUS2E500650 5.0 13.0 6 50 2
SUS2E600650 6.0 15.0 6 50 2

D<12 D>12
0 0 S
0.020 -0.030 A7 unit(mm)
4<d<6 8<d=<10 12<d< 16
0 0 0
-0.006 -0.008 -0.011

B4 unit (mm)

T 15#4% Workpiece Material

URS D Lc d L ¥ z
Ordering code
SUS4E100450 1.0 3.0 4 50 4
SUS4E150450 1.5 4.5 4 50 4
SUS4E200450 2.0 6.0 4 50 4
SUS4E250450 2.5 7.0 4 50 4
SUS4E300450 3.0 8.0 4 50 4
SUS4E400450 4.0 110 4 50 4
SUS4E300650 3.0 8.0 6 50 4
SUS4E400650 4.0 110 6 50 4
SUS4E500650 5.0 13.0 6 50 4
SUS4E600650 6.0 15.0 6 50 4
SUS4E800860 8.0 20.0 8 60 4
SUS4E1001075 10.0 25.0 10 75 4
SUS4E1201275 12.0 300 12 75 4
SUS4E16016100 16.0 40.0 16 100 4
D=<12 D>12
0 0 B4 unit(mm)
-0.020 -0.030
4<d<6 8=d=10 12<d=<16
0 0 0
-0.006 -0.008 -0.011

EA{T unit (mm)

T/&#% Workpiece Material

1234 5 6 123 12 123 4
N PH 5%k / Rk, BREBHHK
B, BEW | asm sEaREm | BN | gy castion sEas #as
Carbon Steel | pjioy steel PH&Ferites, | StainIess | gpnergidal graphite|  Superalloy | Titanium alloy
AlloySteel | (35-48HRC) Martensite Steel cast iron (<HB450) (<HB400)
(<35HRC) Stainless steel (<32HRC)
(<35HRC)
O O O O O
O &IES Most Suitable O && Suitable

1234 5 6 123 12 123 4
N PH 5% 1K / Re5Ek . BREBHHK
B, 22N | aeq SEGgAGR | TN Gray cast iron HEAE e
Carbon Steel | Alioy steel | PHFerrite& | Stainless | spneroidal graphite|  Superalloy | Titanium alloy

AlloySteel - | (35-48HRC )

M h
(<35HRC) artensite

Stainless steel
(<35HRC)

Steel

cast iron
(<32HRC)

(<HB450) (<HB400)

©) ©)

O

©) O

O HIEE Most Suitable O 1&& Suitable

BAMNIIZHET]

MP
FEINTIZ8570

=

MH
BRENN T80

AL
SR TIZ9E7]
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SUS SUS -
o E— :
—_ S - ~Llc, | 7
;# Z‘_‘%%%WHDILL%%D 1{*7 S — @ﬂ Figt Z:%%%NHDILL%%D L %
End Mills For Stainless Steel i End Mills For Stainless Steel 1
g : —-—=3 = 5
2] = > < S N = R
g 4 JJERL - 2 JJBksk L e LB
Q% 4 Flute.Corner Radius ik - @ﬂl W 2 Flute,Ballnose 2%
g T
OTIREIME, WM, [EAFRERNN SRR, L OERR 2 MIRAIHT), A ZMBFAEMSHOEFML. & E= ;
B ML, ® General purpose profiling applications in stainless steels B
Az @ For high productivity edge-milling, corner radius reduces {_ ' zH
§I edge chipping and extends tool life inn stainless steel E@
= 1T8ES D R Lc q L VAL M
e 5 Rf L q . _— Ordering code R z
ﬁag Ordering code R C ‘ O*E'S
=, SUSARIRO1450 o o1 20 7 = 2 SUS2BR045450 0.9 0.45 1.8 4 50 2 _
5{ SUS4R2R02450 20 02 5.0 4 50 4 SUS2BR050450 1.0 0.50 2.0 4 50 2 <§
SUS4R3R02450 3.0 0.2 8.0 4 50 4
N SUS4RAR02450 4.0 0.2 10.0 4 50 4 SUS2BR100450 2.0 1.00 4.0 4 50 2 R
& SUS4RA4R05450 4.0 05 10.0 2 50 4 . - . B
g SUS4R3R02650 3.0 0.2 8.0 6 50 2 SUS2BR125450 2.5 1.25 5.0 4 50 2 wﬂ
B SOSARIRG5650 30 o EQ 5 20 S SUS2BR150450 3.0 1.50 6.0 4 50 2 ‘%é
& SUS4R4R02650 4.0 0.2 10.0 6 50 4 [
g SUS4RA4R03650 4.0 0.3 10.0 6 50 4 SUS2BR200450 4.0 2.00 8.0 4 50 2 K
SUS4RA4R05650 2.0 05 10.0 6 50 4
_ SUSARERO36E0 = o3 0 - = . SUS2BR150650 3.0 1.50 6.0 6 50 2
- SUS4R5R05650 5.0 0.5 13.0 6 50 4 SUS2BR200650 4.0 2.00 8.0 6 50 2 wBE
N2 SUS4R6R02650 60 0.2 15.0 6 50 4 BKH
#45 SUSARBROB650 0 e 50 . = 2 SUS2BR250650 5.0 2.50 100 6 50 2 254
SUS4R6R15650 6.0 15 15.0 6 50 4 SUS2BR300650 6.0 3.00 12.0 6 50 2
SUS4R8R05860 8.0 0.5 20.0 8 60 4
o ST 6o 50 0 200 5 0 a SUS2BR350860 7.0 3.50 14.0 8 60 2 -
@;EO SUS4R8R15860 8.0 15 20.0 8 60 4 SUS2BR400860 8.0 4.00 14.0 8 60 2 -
H & SUS4R10R051075 10.0 0.5 25.0 10 75 4 @ H
g SUS4R10R101075 100 1.0 250 10 75 2 SUS2BR4501075 9.0 4.50 16.0 10 75 2 o%
g SUSAR10R15107 10.0 5 25.0 10 75 2 SUS2BR5001075 10 5.00 18.0 10 75 2 i
SUS4R10R201075 10.0 2.0 25.0 10 75 4
S SUS4R12R051275 12.0 0.5 30.0 12 75 4 SUS2BR5501 275 1 1 5-50 20-0 1 2 75 2 X
g SUS4R12R101275 12.0 10 300 12 75 4 SUS2BR6001275 12 6.00 220 12 75 2 o
= SUS4R12R151275 12.0 15 30.0 12 75 2 o2
Hao S US4R12R201275 12.0 2.0 30.0 12 75 4 SUS2BR80016100 16 8.00 32.0 16 100 2 ok
W SUS4R16R0516100 16.0 05 40,0 16 75 2 o
SUS4R16R1016100 16.0 1.0 40.0 16 75 4
" R<6 R<8 »
o =+ =+ o
D=12 D>12 =17 Dois
' 0 0 U N &
* -0.020 -0.030 AL unit(mm) 0 820 0 830 17 unit(mm) ss
d=6 8<ds<10 12<ds< 16 d=20 4<d<6 8<d=<10 12<d<16 16<d=<25
B 0 0 0 0 0 0 0 0 %
=g ~0.006 ~0.008 ~0.011 ~0.013 -0.006 -0.008 -0.011 -0.013 gH
ﬁ‘j:f 47 unit (mm) B4 unit (mm) %
- T&#1#L Workpiece Material T 4444 Workpiece Material D
% b
B M P M
ﬁ% 1234 5 6 123 12 123 4 1234 5 6 123 12 123 4 %
e 220 | asm el BN Ré%a% | mmas %ae . BER | aem bt RN &éi?y comion | wmas sae
AlloySteel Alloy steel PH&Ferrite&: tg't” elss Spheroidal graphite|  Superalloy  { Titanium alloy Nonston] Alloy steel PH&Ferrite& Stainless Spheroidal graphite| ~ Superalloy | Titanium alloy
u (35-48HRC) Martensite ee cast iron (<HB450) (<HB400) oysteel - [(35-48HRC) Martensite Steel cast iron (<HB450) (<HB400) 02
% & (<35HRC) St?irldlgsHsRsct;eel (<32HRC) (<35HRC) St?irgg'SjR&g;eel (<32HRC) i
i < < z%
O O © © O O O O O O O O O
O  HiEE Most Suitable O && Suitable O &IE& Most Suitable O &#& Suitable
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i@ﬁ Fig1

End Mills For Stainless Steel "t

2 ISk

2 Flute.Standard Length
OSNIMYE, MBRRE, FTIASHNIERMNT,

=g~

[ e

®Short length and rigid design,for semi-finishing and

\

finishing of stainless steels.

S (5 =3
Ordg;nhg?code D Le € . Nz

HSUS2E020450 0.2 0.4 4 50 2
HSUS2E030450 03 0.6 4 50 2
HSUS2E040450 0.4 0.6 4 50 2
HSUS2E050450 0.5 1.0 4 50 2
HSUS2E060450 0.6 1.2 4 50 2
HSUS2E070450 0.7 1.4 4 50 2
HSUS2E080450 0.8 1.6 4 50 2
HSUS2E090450 0.9 1.8 4 50 2
HSUS2E100450 1.0 3.0 4 50 2
HSUS2E120450 1.2 35 4 50 2
HSUS2E150450 15 4.5 4 50 2
HSUS2E180450 1.8 5.0 4 50 2
HSUS2E200450 2.0 6.0 4 50 2
HSUS2E250450 2.5 7.0 4 50 2
HSUS2E300450 3.0 8.0 4 50 2
HSUS2E300650 3.0 8.0 6 50 2
HSUS2E350650 3.5 9.0 6 50 2
HSUS2E400450 4.0 11.0 4 50 2
HSUS2E400650 4.0 11.0 6 50 2
HSUS2E500650 5.0 13.0 6 50 2
HSUS2E600650 6.0 15.0 6 50 2

R<6 R<8

+0.01 +0.02

D<12 D>12

0 0 {7 unit(mm)
-0.020 -0.030
4<d<6 8<d<10 12<d<16
0 0 0
-0.006 -0.008 -0.011

B4 unit (mm)

T 15#4% Workpiece Material

P M

K|

H

1234 5 6 123 12 123 4
N PH 5%k / Rk, BREBHHK
LI é‘ﬁ%ﬂl aew S ERAREN Kﬁiﬂ Gray cast iron BREE Ha®
Carbon Steel | Ajoy steel PH&Ferrite& | Stainless | qpporidal graphite|  Superalloy | Titanium alloy
AlloySteel |(35-48HRC)|  Martensite Steel cast iron (<HB450) (<HB400)
(<385HRC) Stainless steel (<32HRC)
(<35HRC)
O O @) O O

&I&E Most Suitable

O

&& Suitable

HSUS

EEAFENINTILHET]

End Mills For Stainless Steel

470k

4 Flute.Standard Length

oSN, MENARE, UM ASHRIGEEMI,
@®Short length and rigid design.for semi-finishing
finishing of stainless steels.

and

Fesssvd n

e SSSSH -

URS D Lc d ¥ z
Ordering code
HSUS4E100450 1.0 3.0 4 4
HSUS4E 150450 1.5 4.5 4 4
HSUS4E200450 2.0 6.0 4 50 4
HSUS4E250450 2.5 7.0 4 50 4
HSUS4E300450 3.0 8.0 4 50 4
HSUS4E400450 4.0 11.0 4 50 4
HSUS4E300650 3.0 8.0 6 50 4
HSUS4E400650 4.0 11.0 6 50 4
HSUS4E500650 5.0 13.0 6 50 4
HSUS4E600650 6.0 15.0 6 50 4
HSUS4E800860 8.0 20.0 8 60 4
HSUS4E1001075 10.0 25.0 10 75 4
HSUS4E1201275 12.0 30.0 12 75 4
HSUS4E16016100 16.0 40.0 16 100 4
R<6 R<8
+0.01 +0.02
Ds12 D>12
0 0 B unit(mm)
-0.020 -0.030
4<d<6 8=sd=<10 12=sd=<16
0 0 0
-0.006 -0.008 -0.011
EA{T unit (mm)
T/&#% Workpiece Material
[] M| I3 H
1234 5 6 123 12 123 4
w9, 229 | sem | Bmmrew AN &é%?y s | maas Hae
Mosed” | (S%e| et | S | seomanie) ey | TG
(<35HRC) Stinlees steel ( e ) ( ) ( )
(<35HRC)
O O O O O

&IEE Most Suitable

O

&& Suitable

i

MG
BAMIZIHET]

MP
FEINTIZ8570

MH
BRENN T80 =

AL
SR TIZ9E7]

SUS
REEMIN Tz

&
(3
I
Fod

HSUS

=k
PTSz8E7]

GS
AEMTIIHET]

DSUS

DAL
$RAN T4k REWITELL

DC
BRI TELsk

DL
RSN T4k

=}
AR

NON
v

ElZ
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End Mills For Stainless Steel

A T]EIRk

4 Flute.Corner Radius

OSSR, MRIRE, ULIAHNIEERNT,

®Short length and rigid design,for semi-finishing and

finishing of stainless steels.

R

Fig1

Fig2

lal<

\

TERS R UAEST
Ordering code o R Lo el = z
HSUS4R1R01450 1.0 0.1 30 4 50 4
HSUS4R2R02450 2.0 0.2 50 4 50 4
HSUS4R3R02450 3.0 0.2 80 4 50 4
HSUS4R3R05450 3.0 0.5 80 4 50 4
HSUS4R4R02450 4.0 0.2 100 4 50 4
HSUS4R4R05450 4.0 0.5 100 4 50 4
HSUS4R3R02650 3.0 0.2 80 6 50 4
HSUS4R3ROS650 3.0 0.5 80 6 50 4
HSUS4R4R02650 4.0 0.2 100 6 50 4
HSUS4R4R03650 4.0 0.3 100 6 50 4
HSUS4R4R05650 4.0 0.5 100 6 50 4
HSUS4RSR03650 5.0 0.3 130 6 50 4
HSUS4R5R05650 5.0 0.5 130 6 50 4
HSUS4R6R02650 6.0 0.2 150 6 50 4
HSUS4R6R05650 6.0 0.5 150 6 50 4
HSUS4R6R15650 6.0 1.5 150 6 50 4
HSUS4R8R05860 8.0 0.5 200 8 60 4
HSUS4R8R10860 8.0 1.0 200 8 60 4
HSUS4R8R15860 8.0 1.5 200 8 60 4
HSUS4R10R051075 10.0 0.5 250 10 75 4
HSUS4R10R101075 10.0 1.0 250 10 75 4
HSUS4R10R151075 10.0 1.5 250 10 75 4
HSUS4R10R201075 10.0 2.0 250 10 75 4
HSUS4R12R051275 12.0 0.5 300 12 75 4
HSUS4R12R101275 12.0 1.0 300 12 75 4
HSUS4R12R151275 12.0 1.5 300 12 75 4
HSUS4R12R201275 12.0 2.0 30.0 12 75 4
HSUS4R16R0516100 16.0 0.5 400 16 100 4
HSUS4R16R1016100 16.0 1.0 400 16 100 4
D12 D>12
0 0 SO
-0.020 -0.030 B4 unit(mm)
d=6 8=d=10 12=sd=<16 d=20
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B4 unit (mm)
T 15#4% Workpiece Material
E M| 4 S |
1234 5 6 123 12 123 4
B9, 290 | sem | xmrem RE Kéﬁf‘ciﬁﬁﬁ sEaS Has
Cir”bon Steel | Alloy steel PH&Ferites, | StainIess | gpnergidal graphite|  Superalloy | Titanium alloy
oySteel  |(35-48HRC)|  Martensite Steel cast iron (<HB450) (<HB400)
(<35HRC) Stainless steel (<32HRC)
(<35HRC)
O O @) O O

&I&E Most Suitable

O && Suitable

HSUS

BB TIH67]

End Mills For Stainless Steel

J—-—— =3 ™

&
2 sk T -
2 Flute,Ballnose L ot
ORI, MERRE, I AERIFENL,
®Short length and rigid design.for semi-finishing and 6 m
finishing of stainless steels.
- -
Ord;nj\g?code o RR% e ¢ L jjz%(
HSUS2BR040450 0.8 0.40 1.6 4 50 2
HSUS28R045450 0.9 0.45 1.8 4 50 2
HSUS2B R050450 1.0 0.50 2.0 4 50 2
HSUS2BR075450 1.5 0.75 3.0 4 50 2
HSUS2BR100450 2.0 1.00 4.0 4 50 2
HSUS2BR125450 2.5 1.25 5.0 4 50 2
HSUS2BR150450 3.0 1.50 6.0 4 50 2
HSUS2BR200450 4.0 2.00 8.0 4 50 2
HSUS2BR150650 3.0 1.50 6.0 6 50 2
HSUS28R200650 4.0 2.00 8.0 6 50 2
HSUS2BR250650 5.0 2.50 10.0 6 50 2
HSUS2BR300650 6.0 3.00 12.0 6 50 2
HSUS2BR350860 7.0 3.50 14.0 8 60 2
HSUS2BR400860 8.0 4.00 14.0 8 60 2
HSUS2BR4501075 9.0 4.50 16.0 10 75 2
HSUS28R5001075 10 5.00 18.0 10 75 2
HSUS2BR5501275 11 5.50 20.0 12 75 2
HSUS2BR6001275 12 6.00 22.0 12 75 2
HSUS28R80016100 16 8.00 32.0 16 100 2
R<6 R<8
+0.01 +0.02
Ds12 D>12
0 0 B4 unit(mm)
-0.020 -0.030
4<d<6 8=d=<10 12=sd<16 16esd<s25
0 0 0 0
-0.006 -0.008 -0.011 -0.013
B unit (mm)
T/&#% Workpiece Material
P M| I3 S|
1234 5 6 123 12 123 4
B 82| aem el RN mégrf; comion | wmas HAS
ir”tz)ogtset;e' Alloy steel PH&Ferite& | S1NIeSS | gonerqidal graphite | Superalioy | Titanium alloy
Y (35-48HRC)[  Martensite Steel cast iron (<HB450) (<HB400)
(<35HRC) Stainless steel (<32HRC)
(<35HRC)
O O O O O

&IEE Most Suitable

O &#& Suitable

MG
BAMIZIHET]

MP
FEINTIZ8570

MH
BRENN T80 =

AL
SR TIZ9E7]

SUS
REEMIN Tz

&
(3
I
Fod

(%]
o]
%]
T

=3
IIzE%7]

GS
AEMTIIHET]

DSUS
REWITELL

DAL
$RAN T4k

DC
BRI TELsk

DL
RSN T4k

NON
FE

20

52—
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End Mills For Graphite k

2 sk ==

2 Flute.Standard Length

OXTBEIR, SMERE, STUATABEMI. ¥4
NI, RBNTIAERES.

®Large chip space.suitable for roughing and semi —

finishing applications.Diamond coating for longer tool life

Vo Fiot

Fig2

iTHS
Ordering code B ke L1 d L Nz
GS2E0504505 0.5 1 5 4 50 2
GS2E0504506 0.5 1 6 4 50 2
GS2E0804508 0.8 1.2 8 4 50 2
GS2E10045010 1.0 2 10 4 50 2
GS2E10045015 1.0 2 15 4 50 2
GS2E1504S015 1.5 3 15 4 50 2
GS2E15045020 1.5 3 20 4 50 2
2s<D<12
0 S
-0.020 B4 unit(mm)
d=6 8<<d=<10 d=12
0 0 0
-0.008 -0.009 -0.011

B4 unit (mm)

T/5#% Workpiece Material

[ M

1234 5 123 12 3 5
B, Aew aswm FER T, BT sEEas
; ray cast iron - A
Carbon Steel Alloy steel Stainless Spheroidal araphite Cast aluminum alloy Graphite
AlloySteel (35-48HRC) Steel P grap (Si>12%) P

(<35HRC) cast iron

©)

O  HiEE Most Suitable

O

&& Suitable

GS

AEIITIHET]

=34 ™

End Mills For Graphite L

4 ISk ] :

4 Flute.Standard Length

OMEMMENENERE, TLMAEEM4NSRNIRK
ENPEESE S

@®For high productivity edge-milling, semi-finishing and {

finishing in graphite.Diamond coating for longer tool life.

it -
Ordering code E Le L € L Nz
GS4E10045010 1.0 2 10 4 50 4
GS4E10045015 1.0 2 15 4 50 4
GS4E15045015 1.5 3 15 4 50 4
GS4E15045020 1.5 3 20 4 50 4
GS4E20045015 2.0 4 15 4 50 4
GS4E20045020 2.0 4 20 4 50 4
GS4E30036015 3.0 15 15 3 60 4
GS4E40047020 4.0 20 20 4 70 4
GS4E50056025 5.0 25 25 5 60 4
GS4E60067530 6.0 30 30 6 75 4
GS4E80087535 8.0 25 35 8 75 4
GS4E1001010045 10.0 25 45 10 100 4
GS4E1201210045 12.0 30 45 12 100 4
2=sD=<12
0 S
-0.020 B unit(mm)
d=6 8=sd=10 d=12
0 0 0
-0.008 -0.009 -0.011
A7 unit (mm)
T/4#% Workpiece Material
E M N
1234 5 123 12 3 5
BN, 22N aen RN FBEX, T HsEae
arpon eel oy steel ainless ray_ cast |r0n_ ast aluminum allo E%
CAut;yStSeta l (gslllesr}mé) StStele| Spheré’;:f'ir%rnaph'te ¢ t(|5i>12% ) oy Graphite
(<35HRC)
O
O EI&ES Most Suitable O 1&& Suitable

i

MG
BAMIZIHET]

MP
FEINTIZ8570

AL MH
SRAMN I8 BRENN T80 =

SUS
REEMIN Tz

HSUS
BRAREH
INTIZ$%7]

R
&
=

BH
=
B
[les

DL DC DAL DSUS
BRI TELsk fRAIN ISk REWITELL

PRSI THAL

NON
E27 VT



i

GS

AEMNIIH%T]
End Mills For Graphite

2 JIBK3k

2 Flute,Ballnose

O ERE 2 NHKAYHNRUMRARE, W ZNBTAEN

HHESREEMNI,

@®High performance profiling of graphite materials.
Diamond coating for longer tool life

3
— Fig1

Fig2

-
: GS
iz
& .
g BEMT %] 4 - [ ==3 =
End Mills For Graphite g —

a
g 4 THEFRF L o
Q% 4 Flute.with Reduced Neck . @—j S
= OMEMMENENGRE, ILUARSHNTRINIRE
)[%? MRS,
= @®For high productivity edge-milling, semi-finishing and ([
[ <
§I finishing in graphite.Diamond coating for longer tool life. —
&
ia’?
HZ 15
Kt ITHE o
ﬁ? M~
s Ordering code b Le o d L 2
% GS4EL300310030 3.0 12 30 3 100 4
%g GS4EL400410030 4.0 30 30 4 100 4
§ GS4EL600610030 6.0 30 30 6 100 4
g

GS4EL800810045 8.0 25 45 8 100 4
= GS4EL1001015060 10.0 25 60 10 150 4
§§§ GS4EL1201215050 12.0 50 50 12 150 4
o35

3sD=s12
@ 0 B4 unit(mm)
Hg -0.020
& d=6 8=d=<10 d=12
g 0 0 0
-0.008 -0.009 -0.011
>
go B4 unit (mm)
Be
o
i
=
20
HF
i
)‘I_/
E:]
i
58
i
)i/_/
T/5#% Workpiece Material
3
P M N
ﬁ% 1234 5 123 12 3 5
R . . e, RBHH i
(ﬁ:ﬁﬂbnms%ﬂ Allzy/ﬁsgtmeel S?a-igrﬁzﬂss Gray_ cast iron. Cast%ﬁurflinurf alloy E%
AlloySteel (35-48HRC) Steel Spheroidal graphite (Si>12%) Graphite

i
o
"=
20

(<35HRC)

cast iron

©)

O &EE Most Suitable @)

&& Suitable

THe .
Ordering code . = Le L1 d L Rz
GS2BR01545015 | RO-15 | o3 0.3 1.5 4 50 2
GS2BR0254505 | Ro.25 | ©° 1 5 4 50 2
GS2BR0304506 | Ro3 | 9P 1 6 4 50 2
GS2BR0404508 | R0O.4 | 0.8 1.2 8 4 50 2
GS2BR05045010 | RO5 1.0 2 10 4 50 2
GS2BR05045015 | RO5 1.0 2 15 4 50 2
GS2BR0O7545015 | RO.75 | 1.5 3 15 4 50 2
GS2BR07545020 | RO.75 | 15 3 20 4 50 2
GS2BR10045015 | K10 2.0 4 15 4 50 2
GS2BR10045020 | R1.0 2.0 4 20 4 50 2
GS2BR15036015 | R1.5 3.0 15 15 3 60 2
3<D<12
0 o
-0.020 Bz unit(mm)
d=6 8<d<10 a=12
0 0 0
-0.008 -0.009 0.011

BT unit (mm)

T/4#% Workpiece Material

1234 5 123 12 3 5
B, 229 ae A FBEX, T mmae
K ray cast iron ; FaE-]
Carbon Steel Alloy steel Stainless Spheroidal araphite Cast aluminum alloy Graphite
AlloySteel (35-48HRC) Steel P e ir%n P (Si>12%) P
(<35HRC)
O

o mER

Most Suitable

O &#& Suitable

i

MG
BAMIZIHET]

MP
FEINTIZ8570

AL MH
SRAMN I8 BRENN T80 =

SUS
REEMIN Tz

HSUS
BRAREH
INTIZ$%7]

R
&
=

BH
=
B
[les

DL DC DAL DSUS
BRI TELsk fRAIN ISk REWITELL

PRSI THAL

NON
E27 VT
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i

DSUS

A0 T4 3k

Drills For Stainless Steel

ANEEWEASL

Stainless Steel Drill

DAL

i —
S
TES
Ordering code D © ¢ .
DSUS002338 0.2 1.0 3 38
DSUS003338 0.3 1.5 3 38
DSUS004338 0.4 2.0 3 38
DSUS005338 0.5 2.5 3 38
DSUS006338 0.6 3.0 3 38
DSUS007338 0.7 3.5 3 38
DSUS008338 0.8 4.0 3 38
DSUS009338 0.9 45 3 38
DSUS010338 1.0 5.0 3 38
DSUS011338 1.1 55 3 38
DSUS012338 1.2 6.0 3 38
DSUS013338 1.3 6.0 3 38
DSUS014338 1.4 7.0 3 38
DSUS015338 1.5 7.0 3 38
DSUS016338 1.6 8.0 3 38
DSUS017338 1.7 8.0 3 38
DSUS018338 1.8 9.0 3 38
DSUS019338 1.9 9.0 3 38
DSUS020338 2.0 10.0 3 38
DSUS021338 2.1 10.0 3 38
DSUS022338 2.2 11.0 3 38
DSUS023338 2.3 11.0 3 38
DSUS024338 2.4 12.0 3 38
DSUS025338 2.5 12.0 3 38
DSUS026338 2.6 12.0 3 38
DSUS027338 2.7 13.0 3 38
DSUS028338 2.8 13.0 3 38
DSUS029338 2.9 14.0 3 38
DSUS030338 3.0 15.0 3 38
3 <D< 6 <D<10[10<D=<18]18<D=<20
0 0 0 0
-0.014 -0.018 -0.022 -0.027 -0.033
0 0 0 0
-0.006 -0.008 -0.009 -0.011 -0.013

BT unit (mm)

TEAMIesL

Drills For Aluminum

mAEhk

Aluminum Bit

: \
RS
Ordering code D Le e E
DAL002338 0.2 1.0 3 38
DALO03338 0.3 1.5 3 38
DALO04338 0.4 2.0 3 38
DALO05338 0.5 2.5 3 38
DALO06338 0.6 3.0 3 38
DALOO7338 0.7 8.5 3 38
DAL0O08338 0.8 4.0 3 38
DALO09338 0.9 4.5 3 38
DALO10338 1.0 5.0 3 38
DALO11338 1.1 5.5 3 38
DALO12338 1.2 6.0 3 38
DALO13338 1.3 6.0 3 38
DALO14338 1.4 7.0 3 38
DALO15338 ES 7.0 3 38
DALO16338 1.6 8.0 3 38
DALO17338 1.7 8.0 3 38
DAL0O18338 1.8 9.0 3 38
DAL0O19338 1.9 9.0 3 38
DAL020338 2.0 10.0 3 38
DAL0O21338 2.1 10.0 3 38
DAL022338 2.2 11.0 3 38
DAL023338 2.3 11.0 3 38
DAL024338 2.4 12.0 3 38
DAL025338 2.5 12.0 3 38
DAL026338 2.6 12.0 3 38
DAL027/338 2.7 13.0 3 38
DAL028338 2.8 13.0 3 38
DAL029338 2.9 14.0 5 38
DALO30338 3.0 15.0 3 38
D=3 3<Ds6 |[6<D=10]10<D=18]18<D=20
0 0 0 0 0
-0.014 -0.018 -0.022 -0.027 -0.033
0 0 0 0 0
-0.006 -0.008 -0.009 -0.011 -0.013

BT unit (mm)

BAMNIIZHET]

MP
FEINTIZ8570

=

HSUS
B SUS AL MH
INTIZ$%7] AEWMINTIZHHD BRI BRENN T80

GS
AEMTIIHET]

DSUS

REMIN T4k

7K
21
8=
&
P”I;[

DC
BRI TELsk

DL

PRSI T4k

NON
E27 VT



i

i

i R
: DC DC
\ S \ N 113
& AN T4k BN T4k ]
Drills For General Purposes Drills For General Purposes
a R
\ N A\ N R
2 Bk B g
it Drill for General Usage Drill for General Usage Z2
z - fem=ssss B 5
(eSS - = — =
c
E—=—— |
g ]
i T TGS R
o iTe D Lc d L . D Lc d L 8
ﬁ> Ordering code Ordering code z‘ﬁ
kT b=
. 0 4 0
= 3232?228 2 ? go " 20 DCD59670 5.9 40 6 70 o
: DCD60670 6.0 40 6 70
e DCD32460 3.2 30 4 60 DCD61870 6.1 40 8 70 2
g, DCD33460 3.3 30 4 60 DCD62870 6.2 40 8 70 al
= = >
& DCD35460 3.5 30 4 60 DCD64870 6.4 40 8 70 i
DCD37460 3.7 30 4 60 DCD65870 6.5 40 8 70
. DCD38460 3.8 30 4 60 DCD66870 6.6 40 8 70 =n
HEs DCD39460 3.9 30 4 60 DCD67870 6.7 40 8 70 gﬁﬁ
§g5 DCD40460 4.0 36 4 60 DCD68870 6.8 40 8 70 TEH
DCD41560 4.1 36 5 60 DCD69870 6.9 40 8 70
N DCD42560 42 36 5 60 DCD70880 7.0 50 8 80 -
73 DCD43560 4.3 36 5 60 DCD71880 7.1 50 8 80 ﬁ
H8 DCD44560 4.4 36 5 60 DCD72880 7.2 50 8 80 Gd
g DCDA45560 45 36 5 60 DCD73880 7.3 50 8 80 B
DCDAG560 06 e E 0 DCD74880 7.4 50 8 80
—— 5 E e D : :
23 DL DAEE] i 36 S €0 DCD77880 77 50 8 80 28
e DCDA9560 4.9 36 S €0 DCD78880 78 50 8 80 8%
Or .
v K
W DCD50560 5.0 40 5 60 SCD79880 5 = 5 50
DCD51670 5.1 40 6 70 SeDEDE T =~ 5 56
i : A
Y BICID ST 5.2 40 6 70 DCD811090 8.1 60 10 90 K.
gg DCD53670 5.3 40 6 70 DCD821090 8.2 60 10 90 a‘%
W DCD54670 5.4 40 6 70 DCD831090 8.3 60 10 90 o
DCD55670 55 40 6 70 DCD841090 8.4 60 10 90
" DCD56670 5.6 40 6 70 DCD851090 8.5 60 10 90 -
& DCD57670 5.7 40 6 70 DCD861090 8.6 60 10 920 LB
B DCD58670 5.8 40 6 70 DCD871090 8.7 60 10 90 o8
5 D=3 3<D=<6 6<D=<10[10<D<18]18<D=<=20 D=3 3<D=<6 6 <D=<10]10<D=<18]18<D=<=20 "
5 0 0 0 0 0 0 0 0 0 0 K
H™ -0.014 -0.018 -0.022 -0.027 -0.033 -0.014 -0.018 -0.022 -0.027 -0.033 o8
i &
e 0 0 0 0 0 0 0 0 0 0 ®
-0.006 -0.008 -0.009 -0.011 -0.013 -0.006 -0.008 -0.009 -0.011 -0.013
. B4 unit (mm) BT unit (mm) =

ElZ
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DC

@RIk

Drills For General Purposes

188 A £ 3k

Drill for General Usage

e

DC

ITES
Ordering code D Le ¢ L
DCD0891090 8.9 60 10 90
DCD901090 9.0 60 10 90
DCD911090 9.1 60 10 90
DCD921090 9.2 60 10 90
DCD931090 9.3 60 10 90
DCD941090 9.4 60 10 90
DCD951090 9.5 60 10 90
DCD961090 9.6 60 10 90
DCD971090 9.7 60 10 90
DCD981090 9.8 60 10 90
DCD991090 9.9 60 10 90
DCD1010100 10.0 65 10 100
DCD10112100 10.1 65 12 100
DCD10212100 10.2 65 12 100
DCD10312100 10.3 65 12 100
DCD10412100 10.4 65 12 100
DCD10512100 10.5 65 12 100
DCD10612100 10.6 65 12 100
DCD107 12100 10.7 65 12 100
DCD10812100 10.8 65 12 100
DCD10912100 10.9 65 12 100
DCD1 1012100 11.0 65 12 10
DCD11112100 11.1 65 12 100
DCD11212100 11.2 65 12 100
DCD11312100 11.3 65 12 100
DCD11412100 11.4 65 12 100
DCD11512100 1.5 65 12 100
DCD11 612100 11.6 65 12 100
D=3 <D< 6 <D<10 |10<D<18[18<D=<20
0 0 0 0 0
-0.014 -0.018 -0.022 -0.027 -0.033
0 0 0 0 0
-0.006 -0.008 -0.009 -0.011 -0.013

A7 unit (mm)

BRIk

Drills For General Purposes

GEIZEEEP S

Drill for General Usage

pEmes s S

L | . Lc i
1TSS
Ordering code e ke e L
DCD11712100 11.7 65 12 100
DCD11812100 11.8 65 12 100
DCD11912100 11.9 65 12 100
DCD12012100 12.0 65 12 100
DCD12314110 12.3 70 14 110
DCD12514110 12.5 70 14 110
DCD12814110 12.8 70 14 110
DCD13014110 13.0 70 14 110
DCD13514110 13.5 70 14 110
DCD13814110 138 70 14 110
DCD14014110 14.0 70 14 110
DCD14516110 14.5 70 16 110
DCD14816110 14.8 70 16 110
DCD15016110 15.0 70 16 110
DCD15516110 15.5 70 16 110
DCD1581611 O 15.8 70 16 110
DCD16016110 16.0 70 16 110
DCD16518120 16.5 80 18 120
DCD16818120 16.8 80 18 120
DCD17018120 17.0 80 18 120
DCD17518120 175 80 18 120
DCD17818120 17.8 80 18 120
DCD18018120 18.0 80 18 120
DCD18520120 18 .5 80 20 120
DCD19020120 19.0 80 20 120
DCD19520120 19.5 80 20 120
DCD20020120 20.0 80 20 120
D=3 3<D=<6 6<D=<10 |10<D=<=18|18<D=20
0 0 0 0 0
-0.014 -0.018 -0.022 -0.027 -0.033
0 0 0 0 0
-0.006 -0.008 -0.009 -0.011 -0.013

B{A7 unit (mm)

i
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BAMIZIHET]
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FEINTIZ8570
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DSUS GS B SUS AL MH
ARMMITIZHT] INTSZ8%7] AEWMINTIZHHD BRI BRENN T80 =

REMIN T4k
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i

& g
DL DL
poas A 3 A N i
g AR N0 TGSk AN TE43k ]
Coolant Dirills Coolant Drills
a R
3 P85k P 8Sk g
it Drill with Internal Coolant Drill with Internal Coolant Z2
g &
/[
g X% B
o= — 3 e s x
& I | g
i ‘
] TS iTEe &
E,Jz Ordering code 2 Lo g = Ordering code 2 L g S ;('E
& DID30460 3.0 30 4 60 DID59670 5.9 40 6 70 =
DID31460 3.1 30 4 60 DIDG0GT0 6.0 20 5 =0
3 DID32460 3.2 30 4 60 DID61870 6.1 40 8 70 %
= o DID33460 3.3 30 4 €0 DID62870 6.2 40 8 70 2H
w R =]
5 DID34460 34 30 4 60 DID63870 6.3 40 8 70 B
- DD Y £ £0 s 0 DID64870 6.4 40 8 70 -
- DID36460 3.6 30 4 60 DID065870 6.5 40 8 70 en
HY 5 pIb3 7450 Sl %0 4 00 DID66870 6.6 40 8 70 g%8
545 DID38460 3.8 30 4 60 2517
NEY DID67870 6.7 40 8 70 e
DID37460 3.9 30 4 €0 DID68870 6.8 40 8 70
DID40460 4.0 36 4 60 '
o DID69870 6.9 40 8 70 R
= DID41560 41 3 > 60 DID70830 7.0 50 8 80 i
58 DID42560 4.2 36 5 60 D71 7'1 8H
- DID43560 43 36 5 60 850 ' >0 8 8 o
DID44560 4.4 36 5 60 DIBECEY 2 20 g el
! DID45560 45 36 5 60 DID73880 73 50 8 80 #
23 DID46560 4.6 36 5 60 Db 5y [t 20 8 80 2H
%"’ DID47560 27 36 5 60 DID75880 7.5 50 8 80 D%
DID48560 48 36 5 60 DID76880 7.6 50 8 80
" DID49560 4.9 36 5 60 DID77880 7 50 8 80 "
gg DID50560 50 20 5 60 DID78880 7.8 50 8 80 ;ﬁ
5” DID51670 5.1 40 6 70 DID79880 7.9 50 8 80 DEEE
* DID52670 5.2 40 6 70 DID80890 8.0 60 8 90 -
) DID53670 5.3 40 6 70 DID811090 8.1 60 10 90
% DID54670 5.4 40 6 70 DID821090 8.2 60 10 90 %
ﬁﬁﬁ DID5 5670 5.5 40 6 70 DID831090 8.3 60 10 90 8%
* DID56670 5.6 40 6 70 DID841090 8.4 60 10 90 S
DID57670 5.7 40 6 70 DID851090 8.5 60 10 90
= DID58670 5.8 40 6 70 DID861090 8.6 60 10 90 #*
H 82
Or b4
# D=3 3<D=<6 6 <D=<10 10<D=<18 18 < D=20 D=3 3<D=<6 6 <D=<10 10<D=<18 18 < D=20 =
0 0 0 0 0 0 0 0 0 0
. -0.014 -0.018 -0.022 -0.027 -0.033 -0.014 -0.018 -0.022 -0.027 -0.033 )
2 0 0 0 0 0 0 0 0 0 0 2
Qﬁz -0.006 -0.008 -0.009 -0.011 -0.013 -0.006 -0.008 -0.009 -0.011 -0.013 Ziﬁ
B unit (mm) B unit (mm)
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Coolant Dirills

NIES:PS

Drill with Internal Coolant

——
Ord;'rinp;iode o Le ¢ L
DID891090 8.9 60 10 90
DIDIDIDIO 9.0 60 10 90
DID911090 9.1 60 90
DID921090 9.2 60 10 90
DID931090 93 60 10 90
DID941090 S 60 10 90
DID951090 9.5 60 10 90
DID961090 9.6 60 10 90
DID971090 9.7 60 10 90
DID981090 9.8 60 90
DID991090 9.9 60 10 90
DID10IDIDO 10.0 60 10 100
DID10112100 10.1 65 12 100
DID10212 00 10.2 T 12 100
DID10312100 10.3 65 12 100
DID104121 00 10.4 65 12 100
DID10512100 10.5 65 12 100
DID10612100 10.6 65 12 100
DID10712100 10.7 65 12 100
DID10812100 10.8 65 12 100
DID10912100 10.9 65 12 100
DID11012100 11.0 65 12 100
DID11112100 111 65 12 100
DID11212100 112 65 12 100
DID11312100 113 65 12 100
DID11412100 114 65 12 100
DID11512100 115 65 12 100
DID11612100 116 65 12 100
D=3 3<D<6 6<D<10 10<D=<18 18 <D =20
0 0 0 0 0
-0.014 -0.018 -0.022 -0.027 -0.033
0 0 0 0 0
-0.006 -0.008 -0.009 -0.011 -0.013

47 unit (mm)

DL

RN TEG3L

Coolant Drills

RILEhsk

Drill with Internal Coolant

e
Ord;ﬂzgiode o Le ¢l =
DID11712100 1.7 65 12 100
DID11812100 11.8 65 12 100
DID11912100 11.9 65 12 100
DID12012100 12.0 65 12 100
DID12314110 12.3 70 14 110
DID12514110 12.5 70 14 110
DID12814110 12.8 70 14 110
DID13014110 13.0 70 14 110
DID13514110 13.5 70 14 110
DID13814110 13.8 70 14 110
DID14014110 14.0 70 14 110
DID14516110 14.5 70 16 110
DID14816110 14.8 70 16 110
DID15016110 15.0 70 16 110
DID15516110 15.5 70 16 110
DID15816110 15.8 70 16 110
DID16016110 16.0 70 16 110
DID16518120 16.5 80 18 120
DID16818120 16.8 80 18 120
DID17018120 17.0 80 18 120
DID17518120 17.5 80 18 120
DID17818120 17.8 80 18 120
DID18018120 18.0 80 18 120
DID18520120 18.5 80 20 120
DID19020120 19.0 80 20 120
DID19520120 20.0 o0 20 120
DID20020120 20.0 80 20 120
D=3 3<D<6 6 <D<10 10<D<18 18 <D=20
0 0 0 0 0
-0.014 -0.018 -0.022 -0.027 -0.033
0 0 0 0 0
-0.006 -0.008 -0.009 -0.011 -0.013

47 unit (mm)

MG
BAMIZIHET]

MP
FEINTIZ8570

=

HSUS
DSUS GS B SUS AL MH
REWITELL ARMMITIZHT] INTSZ8%7] AEWMINTIZHHD BRI BRENN T80
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E| e
Non-Standard

El2 7 VAR

Non-standard Tools

’E;%“

DXR d1 L2 L d
0.5XR0.15 0.9 25 45 4
0.5XR0.2 1.0 25 45 4
0.5XR0.25 1.1 25 45 4
0.5XR0.3 1.2 25 45 4
0.5XR0.35 1.3 25 45 4
0.5XR0.4 14 25 45 4
W e 0.5XR0.45 1.5 25 45 4
g@ ’ Hv 0.5XR0.5 1.6 25 45 4
L] : 1 0.9XR0.5 2 3 45 4
4.9XR0.5 6 - 50 6
0.5XR0.55 1.7 3 50 6
0.5XR0.6 18 3 50 6
0.5XR0.65 1.9 3 50 6
DXR d1 L d
2.9XR0.5 4 50 4
1.9XR1 4 50 4
4.9XR0.5 6 50 6
3.9XRI 6 50 6
H 5 OXR1 P 60 P
. 4.9XR1.5 8 60 8
E%\ ng 5.9XR2 10 70 10
| : | 4.9XR2.5 10 70 10
5.9XR3 12 75 12
3.9XR4 12 75 12
5.9XR5 16 80 16
3.9XR6 16 80 16
D 8 L1 L d
0 30° 7.4 60 4
0 60 ° 3.4 60 4
0 90 ° 2 60 4
0 30° 1.1 60 6
ng 0 60 ° 5.1 60 6
. [ 0 90 ° 3 60 6
0 60 ° 6.9 65 8
0 90" 4 65 8
0 60 ° 8.6 70 10
0 90 ° 5 70 10

NON

E |y
Non-Standard
El27yai=t
Non-standard Tools
D 8 L1 L d
0 60 ° 25 50 3
0 90 ° 1.5 50 3
e 0 90~ 3.4 50 4
0 90 ° 2 50 4
§ 0 60 ° 5.1 60 6
s Iy 0 90° 3 60 6
] L | 0 60 ° 69 65 8
0 90 ° 4 65 8
0 60 ° 8.6 75 10
0 90 ° 5 75 10
0 60 ° 10.3 80 12
0 90 ° 6 80 12
D 8 L1 L d
0.8 45 ° 1.1 50 3
0.8 45 ° 16 50 4
1 45 ° 25 60 6
= 1 45 ° 3.5 70 8
« : 1 45 ° 4.5 80 10
s 1 45 ° 5.5 90 12
8K | |2
A— i
D 8 L1 L d
0.8 45 ° 11 50 3
0.8 45 ° 1.6 50 4
1 45 ° 2.5 60 6
St - 1 45 ° 35 65 8
. 2 45 ° 45 75 10
Y ﬂjg 2 45° 55 80 12
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Non-Standard Non-Standard
T R
& — — ®
L IEIRTIE IFRTIE R
g" Non-standard Tools Non-standard Tools = @
ha g
B R
8 D L1 L2 D1 L d D 0 L1 L2 D1 L d £
[ zH
§I 2 0.3 4 1 50 6 15 90 ° 0.75 3 0.75 45 4 5@
g 2 0.5 4 1 50 6 et 2 60 ° 0.57 5 1 50 4 4
e . 3 0.3 45 1.5 50 6 b—st ) 2 90" 1 5 1 50 4
i 3 0.5 4.5 15 50 6 » B 2.5 60 ° 0.75 6 1.2 50 4 A
g) _E 3 1 4.5 1.5 50 6 Y L5 25 90 ° 1.3 6 1.2 50 4 B
bF '{M ng 4 0.3 5 2 50 6 8 D]@ Hjs 3 60 ° 0.86 75 1.5 50 4 =l
e o, | 4 05 5 2 50 6 Uy | | 3 90 ° 1.5 75 1.5 50 4 -
L 4 1 5 2 50 6 L 4 60 ° 1.15 10 2 50 4
3 5 0.5 45 2.5 50 6 4 90 ° 2 10 2 50 4 2
8 5 1 5 2.5 50 6 5 60 ° 1.44 12.5 2.5 60 6 o
H% 5 15 5.5 2.5 50 6 5 R 2.4 12.5 25 60 6 8§
g 5 2 6 2.5 50 6 6 60 ° 1.73 15 3 60 6 %
6 0.5 45 3 50 6
kA2 D 0 L1 L d 2 K
gg° 5X0.5R 1 45 25 50 6 Ted
o8 ' ' 0.3 60 ° 0.6 45 3 s
5X1R 2 5.5 2.5 50 6 0.3 90 ° 0.6 45 3
oy , - . , : R
p 6X0.5R 1 5 3 50 6 P 5 0.5 60° 1 50 3 B
25 n— 6X0.75A 1.5 5.5 3 50 6 0.5 90 1 50 3 oH
ggr"’ 6X1R 2 6 3 50 6 " A 0.8 60 ° 1.6 50 3 oﬁ
g R o 8X1R 2 7 4 60 8 giesx]| ﬂjg 0.8 90° 1.6 50 3 i
L
gt [foreo02 Hg 8X1.5R 3 8 4 60 8 == L | 1 60 ° 2 50 3
2 = 10X2R 4 10 4.5 70 10 s = 1 90 ° 2 50 3 ol
P 1 L | “D( g 2 60 ° 4 50 3 gt
= i =
H& = | 2 90" 4 50 3 g8
o 3 60 ° 6 50 3 K
3 R 6 50 3
ﬁag 3 60 ° 6 50 6 ﬁ
i 28
i &
¥ D 0 L1 L2 D1 L d i
D 0 L1 L d
15 30° 0.21 3 0.75 45 4 .
B 15 45 ° 037 B 0.75 45 4 2 90 6 50 3 A
Sg 2 30° 0.28 5 1 50 4 Z 208 g &0 E o]
= g . ° o=
H 5 3 90 10 50 3 =2
8 2 45 0.5 5 1 50 4 3 5 =5 3 &
e e 25 30° 0.37 6 1.2 50 4 120 ° ;
" 2.5 45 ° 0.65 6 1.2 50 4 & l 3 90 ° 10 100 3
% ¥ /\:; 3 30° 0.43 7.5 15 50 4 , B 120 ° 10 100 3 %E
o g[@@ Hg 3 a5 ° 0.75 75 15 50 4 QB@ "jg 2 90 ° 12 50 2 2
ﬁ% o, ’ 4 30 0.57 10 2 50 4 u 5 ‘ 4 120 ° 12 50 4 {J‘E
L 4 45 ° 1 10 2 50 4 4 90 ° 12 100 4
5 30° 0.72 12,5 2.5 60 6 4 120 ° 12 100 4
5) 45 ° 1.25 12.5 2.5 60 6 6 90 ° 15 70 6
6 30° 0.86 15 3 60 6 6 120 ° 15 70 6
6 90 ° 15 110 6
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SR IRAHE T

Tungsten Carbide Thread Milling Cutter

Ordering code Thread size | Pitch D Le d L z
MTM2041534450 M2 0.4 1.5 3.4 4 50 3
MTM2041536450 M2 0.4 1.5 4.6 4 50 3

MTM30523525450 M3 0.5 2.3 5.2 4 50 3
MTM407373660 M4 0.7 3 7.3 6 60 3
MTM5083884660 M5 0.8 3.8 8.4 6 60 3
MTM6145105660 M6 1 4.5 10.5 6 60 3
MTM81256143660 M8 1.25 6 14.3 6 60 3
MTM101575172860 M10 1.5 7.5 17.2 8 60 3
MTM1217592011075 M12 1.75 9 20.1 10 75 3
MTM14210231075 M14 2 10 23 10 75 3
MTM16212271275 M16 2 12 27 12 75 3
MTM162123512100 M16 2 12 35 12 100 3
MTM162124312100 M16 2 12 43 12 100 3
MTM18251231212100 M18 2.5 12 31.2 12 100 3
MTM182538712100 M18 2.5 12 38.7 12 100 3
MTM18251248712100 M18 2.5 12 48.7 12 100 3

NON

[N
Non-Standard

BIKTIWE

Carbide Abrasive Waterjet nozzle

SMEMEE TC12 &7
Economic TC12 line

=ML

Cost-optimized high quality

B AR T

Specially developed for lower cost
ERTFEFERNE

Suitable for cost optimized applications

EWJ12 &7
Standard WJ12 line

BRI L

Ideal price/performance ratio
mEEREM

The standard line continues to succeed
ERFEmiAtR 100 /BT

Tool life is guaranteed for up to 100 hours

=HEEE WJ00 &5
Advanced WJO0O line

[ ST S Fain 2

World-class quality abrasive waterjet nozzle technologies
WREKERSSD

Long tool life is guaranteed. High-tech grade

eEESEE

The best balance of hardness and toughness

=2

Higher cutting effect

FERMRE AT LUBEEE BN

Performance can catch up to ROCTEC 500 from Kennametal

D d L
6.35 0.76 76.2
6.35 0.80 76.2
6.35 0.91 76.2
6.35 1.02 76.2
7.14 0.76 76.2
7.14 0.91 76.2
7.14 1.02 76.2
7.14 0.76 101.6
7.14 1.02 101.6
7.62 1.02 76.2
7.62 0.76 76.2
7.97 0.76 101.6
7.97 0.76 101.6
8.12 0.91 76.2
8.12 1.02 76.2
9.45 0.76 76.2
9.45 1.02 76.2
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BINIERE

Tungsten Carbide Burrs

SINGLE CUT B4

——

DOUBLE CUT &4

‘nr\

DIAMOND CUT =Rl

AT—

FAST MILL CUT {RiE

BodBERAMRERTINIES%, NMER, URE
BREEEME ., BREMREFNTIHIMENREFRN
TITHExmE,

single cut is a general purpose tool designed for
cast iron, steel, some copper and brass, and other
ferrous materials. It will give good material removal
and good workpiece finish.

B SO R R AE RO A R R R Bl Z3 M1 B9 18
IR T RTINS, N E S ERIE, BR/NT BB
R, HEATLMERER,

The double cut allows for rapid stock removal
in harder materials. The addition of the left hand
flutes reduces the pulling action, which allows for
better operator control. It reduces the size of the
chips, and it can be used at slower than normal
speeds.

SNHERCEMDESENPIEZEN, BER
INCURE , FEIFZE SR SNRRGEETI RS,
The diamond cut is very effective in heat treated
and tough alloy steels, producing extremely small
chips. It offers very good operator control with
good stock removal at the sacrifice of finish. The
diamond grind will reduce tool life.

ERTEESEMIESEME . BEARRITEIMIZ
t, MBREER/N,

For use on non-ferrous and non-metallic materials.
It is designed for rapid stock removal with
minimum chip loading.

B RIS A iR e it
All sizes and shapes are available upon request




