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O J)FRF Square Type Series ©IRBBJIFR T Ball Nose Type Series OFRIAJTIFRE! Chamfer Type Series

S-EMM 2000 B14 S-EMB 2000 B61 @ pc-Dme 2000 B93
S-EMML 2000L2 B15—B16  S-EMB 2000L2 B62 @ DT-DMC 2000 B93
S-OGM 2000 B17-B18 @ S-EPB 2000 B63 8 DR-DMC 2000 B94
EMM 2000 B19—-B20 @ EMB 2000L2 B64—B65 DC-DMM 2000 B95—B96
EMM 2000L1 B21-B24 @ EMB 2000 B66—B67 @ DR-DMM 2000 B95—B96
Ghu S, @eman ow  @uoocam w
g EMM 4000L1 B28—B29 g EPB 2000 B69 © oc-pwe 2000----B98
EMM 2000T00 B30 EPB 4000 B70 @ DR-DWC 2000 - B9B
@ EPM 2000 B31 @ EWB 2000 B71 @ DCM-EPC 3000 - B99
EPM 3000 B32 gEMB 4000 B72—B73 @ cc-Avc B100—-B101
8 GMM 4000 B33-B34 & DMB 2000 B74 CR-AMC B100—B101
MU-EMM 4000 B35—B36 @ DPB 2000 B74 OFMR EIFETIFRF Outer R Chamfer Series
MU-GMM 4000 B37-B40 @ DWB 2000L2 B75 @ AmI 2000 B102
MU2-GPM 4000 B41 OEBIIRT B . O T BUEETIZRFI T-Slot Series
MUH-GMM 4000 B42 ) A arrel Tungsten Series 8/J7R
MUH-IMM 4000 B43—B44 @ PA-DPB B76—B77  @AMT B103
T S I, v TG S s
MUH-IGM 4000 B48 EPU 4000L1 878 S E1§o-Av5A 1000L1-B104—B105
@ MUH-IEM 4000 B49 OBEJIFF! Corer Radius Type Series @ E030-AWC 1000L1---B104—B105
MUH-IPM 3000L1-- B50 DMR 2000R00L2" B79
MUH-IPM 4000 B51—-B52 DMR 2000R00 B80—B81 O88F37)5RF! Aluminum Type Series
MUH-FPM 4000 B53 8 DMR 4000R00 B82_ B84 GMA 2000 B106
mmtm :888 gggf B55 @& GPR 6000R00 B85 @ GMA 3000 B107—B108
LR MM 4000 B @ SUH-FYR 4000R00 B86 © HwiA 2000 B109-B110
@ GMM 6000 B58 @ PH-FMR 4000R00 - B88 @ HMmA 3000 B111
FM-CMM 4000 B9 @ PH-FER 4000R00 - B89 © MU2-GMA 3000 -+ B112
@ RM-CMM 4000 B59 @ PH-FPR 4000R00 - B90 MU2-HMA 3000 -+ B113
CFM-CWM B60 @ PH-FPC 4000C00- - B9 © MU3-JMA 3000 ---B114
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Carbide End Mill Identification System

MUH -

g A b & [ ET/EE |
Feature Helix Angle Grade Application Long Flute Or Neck

45 #{ Feature

5C SR i
Symbol Feature
S #\@& Micro Diameter

E180 SE4TREZI 7] Engraving Blanks Precision Ground

E090 90°fiZI 7] 90° Engraving Blanks Precision Ground

E060 60°[Zl 7] 60° Engraving Blanks Precision Ground

EO030 30°f#Zl 7] 30° Engraving Blanks Precision Ground

MMH  F&FZ%%%| Flat Land Uneven Division

MU [Ei% Rounded Land

MU2 HIi& 2 B#f% Rounded Land Double Edge
MU3 i 3 Bib4 Rounded Land Triple Edge
MUH B A2 4% Rounded Land Unequal Division

KUH Ei&F %5 2858 T Round Land Unequal Split for Cast Iron Processing

LUH BB ZENEEHE S IHHET] Round Land Unequal Split For Turning And Milling Center Carbide End Mill

SUH Ei&F %5254 Round Land Unequal Division High Feed

PA ;BtESE 7] Barrel end mill

PH T4 EIFEEE Unequal Division Non-Round Land

DT SEfI$EFEA60" Position Drill 60° DC  =fzs#sem90° Position Drill 90°
DS EfI5EE80° Position Drill 80° DR Efz#skm120° Position Drill 120°

DCM 90°Efz Bl #ET] 90° Position Drilling Chamfering End Mill

RU [El&#H N T4B$E Rounded Land Roughing

CU [Eli# D T#8$k Rounded Land Medium Roughing

FU [E&#5 N T#8$% Rounded Land Finishing Roughing

FM &I 488k Fine Pitch & Finishing Roughing RM #EINT48$% Fine Pitch & Roughing
CM i T4A#% Fine Pitch & Medium Roughing CFM  #ES&###nT For Composiutes Finishing

Vv JBEE+E Dove-Tail Groove
AYAYA € 7]EEFE Double-Edge Dove-Tail Groove

CB 30 VEUBEET] V Type Dove-Tail Groove 30° CC 90 VEUBEET] V Type Dove-Tail Groove 90°
CR 60 VEBEEHE ] V Type Dove-Tail Groove 60° CE 140" VEUIBEFET] V Type Dove-Tail Groove 140°
RL # 7] %12} Reamer Left Screw BS JUEEHE 7] Countersunk End Mill

B0O2 | CARBIDE END MILL §5§iii0 — $55imt DeEaU AR
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Carbide End Mill

000 XXX -DIN

AR TIHIER H BOMARAE
Flute Cutting Diameter Other Specification For Europe Market]
Y252 Helix Angle Bl # & Grade F3 % Application
" 5% aE e R (=t R B
Symbol Angle Symbol Grade Symbol Explanation
E300 M 7] Square
B 20° G G300 B B8 Ball Nose
C 25° H H300 U AR Inner Radius
D 30° M M500 R [E|&7] Corner Radius
E 35° P P500 C |/ Chamfer
F 35°/38° W W500 1 9} R £ Outer Radius
G 45° Y Y500 T  TEJITType
55° 1 i
H E {h Other A $8F7] Aluminum
1 42°/45°
RO R Radius ex : R02=R0.2mm HHER C50 D60 | E175
J 50° (mm)
K seva0° TOO $EME Tapered ex : T005=0.5' Special LF H:100 | M:150 | R:200
L 39°/41° COO KR Chamfer Length ex : C02=0.2mm CW IYIEERE Cutting Width
o = i i . D6= 455 AE Special Angle
M 120 DO #%#\#8 Special Shank Diameter ex : D6=6mm g X4§.45:ﬁg}%$§nﬂ
o b i 40° » EE45°
0 40 L1 FIIIIRE Special Flute Length XDDDD The angle of dove tail
P 38° L2 #s%oEmER Special Length Ir;uﬂ;so 40°, chamfering
S

- SEEERER

Specification Icon Guide
&t B EE =t B

Explanation [SJE ]

B FEESS AlTin TiSin AlTin $REARERE
Micro Grain Carbide Coating Coating TiSin B$KEE
R E GMHMMMPMWIMY MHE
) = 2000000 o~
Efa]
2. 0DDDDDD ...
RIS 3 Helx Angle
90 = 0909088
S3) 80 Of Workpiece

isiminiE D BRI - #R48E1215/ — CARBIDE END MILL §§ifimst0 |  BO3
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Carbide End Mill

QCHain®ﬁ%t]J‘ﬁUDE

X E = 58 B

= B

Explanation

Processing Icon Guide

B

Explanation

5 B

Explanation

=B

Explanation

IR EHEHI
Rgt?f%l Angular ﬁ“?{?'lﬁ g%
IgDriIIinngg ° Plunge Chanllf:ring Side Milling
Grinding
ELES . y
Chamfe.r of 3l Eéﬁ;{fukﬁ ﬁﬁglﬂ?
Rounding Full Slot Chamfering Side Milling
Hole
BAI R EIR RAEBAE mzkEE REfIS
: R Corner Side Milling R Corner
Outside R Slotced Chamferin Side Millin
Chamfering otce 9 9
EfINT . HEIIREE
Position R Backside R g
Processing R Slot Chamfering Chamfer
R, ARBE REPRER SRR
R Corner Internal Inner R Outer R
Drilling R Slotced Chamfering Chamfer
MEVE mmm PRARE A
Side V Groove Chamfer Cormer Side Surface
Processing Slotced Milling Milling
Fearabole. I Chamier i
Milling ype Side Milling rofile Milling
BRZ BRI AEIE
Carving Internal
milling Chamfer

B04
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For Index Square Type Carbide End Mill Series

BRI ‘ HRERELA (mm) ‘ ‘ =56
Item Style Shank Page
o4
S-EMM 2000 Bl4
o4
S-EMML 2000L2 @ B15-B16
o4
@ S-OGM 2000 @6 é B17—-BI18
@4 @10 @20 )
@ EMM 2000 26 @12 @ B19—B20
o8 o016
@4 @10 )
@ EMM2000L1 gg 212 @ B21—B24
o6 @12
@ EmM 3000 28 @16 D& B25
200 d
@4 @10 @20 )
@ EMM 4000 o6 @12 @ B26—B27
o8 16
@4 @10 @20
@ EMM 4000L1 o6 ©12 @ é B28—B29
o8 o016
@4 @10 c
EMM 2000T00 o6 @12 @ JRE B30
o8 SO
@4 @10 CO) (=
@ EPM 2000 o6 ©12 - J B31
o8 SS
o6 CO) =)
@ EPM 3000 o8 @ D = B32
@10 (B35
@4 @10 @20 CO) (=S
@ GMM 4000 @6 @12 @25 @ J =’ | B33-B34
% o OO
@4 @10 @20 CO) (=S
MU-EMM 4000 o6 @12 @ D <’ |B35 B36
=5 | 0ODO
@4 @10 @20 CO) (=S
@ Mmu-GMM 4000 o6 @12 @ J =’ | B37—B40
28 16 @@
@4 @10 @20 CO) (¢
@ Mu2-GPM 4000 o6 12 @ D@D B41

SE70883Mi% 5527515 — CARBIDE END MILL $83@i%8570 | BO5
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Carbide End Mill

BRI BFEE (mm) ‘ EEE ‘ £
Description

Item Style Shank

@4 @10 @20
@ MUH-GMM 4000 o6 ©12
@8 16

Page

B42

@4 @10 @20
@ MUH-IMM 4000 o6 ©12
@8 16

B43—-B44

@4 @10 @20
26 @12
28 @16

MUH-IMM 4000

-DIN B45

@4 @10 ©20
@ MUH-FMM 4000 o6 12
28 16

B46—-B47

@4 @10
@ MUH-IGM 4000 o6 @12
o8

B48

@4 @10
@ MUH-IEM 4000 o6 @12
o8

@4 @10
MUH-IPM 3000L1 @6 @12
28 @16

@4 @10 @20
@& MUH-IPM 4000 o6 @12
28 16

@4 10 @20
@& MuH-FPM 4000 26 @12
28 016

B49

B50

B51—-B52

B53

24 210
@ MMH-LMM 4000 26 o12
28 016

B54—B55

24 @10
@ MVH-LPM 4000 26 o12
28 016

B56

@6
LUH-IMM 4000 a8
@210

@4 @10 220
@& cvm 6000 @6 @12 @25
28 @16

B57

B58

@6 @12

FM-CMM 4000 28 @16
@10

B59

@6 @12

@& RM-CMM 4000 28  O16
210

B59

@4 @10

CFM-CWM @6 @12
a8

B60

BO6 | CARBIDE END MILL §53iisi /0 — itk 05R3 1R
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Carbide End Mill
For Index Ball Nose Type Carbide End Mill Series

ERH HRERELA (mm) ‘ RiEEE ‘ =16
Item Style Shank Description Page
@4
S-EMB 2000 B61
@4
S-EMB 2000L2 B62
o4
@ s-EPB 2000 B63
4
@ EMB 2000L2 @6 B64—B65
@8
@4 @10 @20
@ EMB 2000 o6 @12 B66—B67
28 @16
@4 @10
@ EEB 2000 o6 @12 B68
28
@4 @10 @20
@ EPB 2000 o6 ©12 B69
28 16
@4 @10 @20
@ EPB 4000 26 ©12 B70
@8 16
@4 @10
@ ews 2000 26 @12 B71
@8
@4 @10 @20
@ EMB 4000 26 @12 B72—73
@8 16
@4 @10
@ DMB 2000 o6 @12 B74
28
6
@ ors 2000 @10 B74
@4
@ DWB 2000L2 B75

IREBSEIMI% %0373 |5 — CARBIDE END MILL 53853570 |  BO7
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For Index Barrel Tungsten Carbide End Mill Series

B

=
Item Style Description

‘ AREFELRR (mm) RiSEE

B76—-B77

@ PA-DPB

P R £ 85 8l i 8% 7] Bl &R

For Index Inner R Type Carbide End Mill Series

Emik
Item Style

EPU 4000L1

Bl 2 55 ¥ Ui 8% 7] & 5l &

For Index Corner Radius Type Carbide End Mill Series

EmzR
Item Style

hank Description Page

@4 @10

DMR 2000R00L2 o6 @12

@8

@4 @10

@ DMR 2000R00 26 ©12
@8

@4 @10

@ DMR 4000R00 26 ©12
@8

@6 @12

@ GPR 6000R00 28 @16
@10 @20

@4 @10

@ suH-FYR 4000R00 26 o12
@8

@4 @10

@ PH-FMR 4000R00 26 @12
@8

@4 @10

@ PH-FER 4000R00 gg @12

ARERELRR (mm) ‘ FAREE ‘ =i
S

B79

B80—-B81

B82-B84

B85

B86

B88

B89

@4 @10

@ PH-FPR 4000R00 gg @12

[RC|
: B90

BI1

@4 @10

@ PH-FPC 4000C00 gg @12

%

BO8 | CARBIDE END MILL §&5§ii% 0 — Bt@isilingt 05Rs 1K « AR Aiilitin 0%Rs 1K - BRRMiRitIRS IR
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Carbide End Mill

GEEE T D DUELIES

@ DC-DMC 2000

For Index Chamfer Type Carbide End Mill Series

BRI ‘
Item Style

a3
a4
a5

SIENTS

TREBEAR (mm)

@12
216
@20

HARER

=
Description

=1
Page

B93

@ DT-DMC 2000

a3
a4
a5

@12
216
@20

B93

@ DR-DMC 2000

a3
a4
a5

@12
216
@20

B94

@ oc-bmm 2000

76
a8
210

B95—B96

@ DR-DMM 2000

@6
@10

B95—B96

@ DC-DPC 2000

a3
a4
a5

@12
16
@20

B97

@ DC-DWC 2000

@3
o4
@5

216

B98

@ DR-DWC 2000

a3
a4
a5

216

B98

@ DCM-EPC 3000

a3
@4
@6

@ CC-AMC

@6
@10

B99

B100-B101

CR-AMC

@6
@10

@12

B100-B101

BB AsEIMin %t %55k — CARBIDE END MILL $85@i%s570 |
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5 R 3 A 55 S i 5% ] Bl &

For Index Outer R Chamfer Carbide End Mill Series

B REREAE (mm) BARER

=
Item Style Description

T BY 1% 5 5 U 5% /] B 51 &

For Index T-Type Slot Carbide End Mill Series

Emik REREFE (mm) RIEER
Item Style Shank Description

L B ELIES

For Index Engraving for Aluminum End Mill Series

BRI HRERELA (mm) SASEIR
Item Style Shank Description
@3 @6 @12 DD
@ E180-AWA 1000L1 gg g?o 0 B104-B105
23 06
@& e030-awc 1000L1 B4 g DO B104-B105

B10 | CARBIDE END MILL §&3iifi%70 — 9b R BIAESHInST 053 1R « TEUSIMInGED - SBARRit DR IR
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Carbide End Mill
For Index Aluminum Type Carbide End Mill Series

BRI ARERELE (mm) PAREIE
Item Style Shank Description
CO) W
GMA 2000 ggo DD B106
@4 @10 @20 CO) (W
@ GMA 3000 o6 @12 @ J B107-B108
28 o516
@4 @10 CO) (W
@ HMA 2000 gg glé g J B109-B110
CO) W
@ HMA 3000 gé glg 220 @ J BI11
28 @16 @
CO) W
@ MU2-GMA 3000 gg g?o g;g @ 2 Bl12
o8 @12
CO) (W
@ MU2-HMA 3000 gg glg @ J B113
78 16 @
@4 @10 @20 co)(w
@ MU3-JMA 3000 o6 ©12 @ J Bl14
28 @16 @

{85 HMRMinItJ5RS5|k — CARBIDE END MILL #i@inst0 | Bl
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Carbide End Mill
ﬁ ﬁlj OZ—1#ffE First recommend
G Recoommend Cutting List Q% Second recommend

JEFISEINEES Suit Filed Suggestion P M K H B
2l S 2 B
ZEMENE  |EEE w7l B % & =
Coating Material High Precision Light Cutting  Roughing Cutting o é&
Classification »| & % a2g
s | £ U
w (7] (7] “:‘ g-
z | 5 Bl 2
o o &= = 7]
x
Q
> MUH-IGM © © O © © O
3
E MUH-IEM © © ©6 0 0 o)
o
8
2 MUH-IPM ~ MUH-FPM -
3 MMH-LPM © 060 0o o
MUH-IMM » MUH-IMM-DIN
FZE MMH-LMM ~ LUH-IMM © 60 0 o o
Square
End Mil MUH-GMM + MUH-FMM © © O © ©
Coating
(PVD) EPM - OGM © © 6 0 0 o
o MU2-GPM © © © O O O
5
3 MU-GMM ~ MU-EMM © 6 O 0 ©
3 EMM + GMM © ©6 O 06 ©
I L
=
8% SUH-FYR 0 o
HS7DZ2E B2
Gy PH-FPR - PH-FPC © 0 © O O
Radius
Type
Goalng GPR - PH-FER - PH-FMR © © © O O o
(VD) |35,
gg DMR © © O © ©
" Q
5
% PA-DPB O 0 0 o O
3
5 EEB © 06 © O © (@]
BaE7EE |
Ball Nose | £ EPB - DPB O O 6 ©o
Type i
Coating [ °g, EMB © © O 6 © O
PvD) | §
% DMB © 6 © O 0 o
g
a EWB - DWB o o
3

B12 | CARBIDE END MILL 5§53\l ) — MEEHHIKERR
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Carbide End Mill

[ )
‘3 EHain®Echaintool cutting tools B

O%E—1RE First recommend
OZZ#EE Second recommend

iEFASEISEEE Suit Filed Suggestion P M K H S
s 2 ]
ZEMERE SHEE BELHI Exal oF | &8 Bl 53
Coating Material High Precision Light Cutting  Roughing Cutting s ﬂ
Classification »| £ Z a2g
= | o [ e
g | S BN =3
ow ©w 1] = s
- - - - 3
2 | 8 I g
ARATIZRE
Inner Radius
Ty Geting EPU © 06 © O © O O
(PVD)
SFREBIZE
Outer Radius Countersink|
Type Coating AMI © 0 © © O O
(PVD)
TEIETIERE
T-Type Slot Coating AMT © 0 © © O O
(PVD)
S
oG
QT
20
&% DC-DPC - DCM-EPC © 0 © © © (@)
Qo
BETIZE DC-DMC - DR-DMC - © 0 0O 0 0
Countersink DT-DMC - DC-DMM
Coating
(PVD) DC-DWC O O
e
K] CC-AMC - CR-AMC © 0 O 0 ©
=
L
85
H-B g 9
[%]
HIEE |25 CFM-CWM 0O 0 o
Roughing =
vs.
Finishing
Cutter
Coating (3¢ FM-CMM - RM-CMM © 0 06 060
PvD) (85
2.5
2
L
S
&
é MU3-JMA O o
SB[ 3
o
(m2E) § MU2-GMA + MU2-HMA O o
Aluminum §'
Carbide GMA o ©
End Mill
; »
Wlth?ut g HMA O o
Coating a
S E180-AWA o o
S E030-AWC
2

HESEHIERER — CARBIDE END MILL 538wt 0 |  B13



S-EMM

O ®
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I S-SEMM 2000 [25758557 e evsn HOBODID

%@CON
LF

Square

DCH=
»lAPMX

EIHIER WEER
ERESE Model No
DC DCON
S-EMM2002 [ 0.2 0.4 4 50
S-EMM2003 [ J 0.3 0.6 4 50
S-EMM2004 [ 0.4 0.8 4 50
S-EMM2005 [} 0.5 1 4 50
S-EMM2006 [ 0.6 1.2 4 50
S-EMM2007 [ J 0.7 1.4 4 50
S-EMM2008 [ 0.8 1.6 4 50
S-EMM2009 [ J 0.9 1.8 4 50

S-EMM 20002 %1 ) i 2285

The Cutting Data For S-EMM 2000 Series

Material @SIELE] Stainless steel Rl

H1E (mm) Shank 4
#Ei%E n (min) 4800
3% | i sioted 135
5 N .
S {Ali& Side 475

THIRE Cutting depth
BA#E Slotted fA38 Side

ap=<0.5DC

DC

ap : BAMELIHEIFRE Axial depth of cutting
ac : fREILIYIRRE Radial depth of cutting
DC : 7J4® Diameter of cutting

Bl14 | CARBIDE END MILL §&3i#% 7] — S-EMM 2000
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Square

HUVERERREY) 2 IR )
' S'EMML 2000]42 Micro Diameter Long NechLShort Flute @ v’ @ @
2 Flutes Carbide End Mill
DC

P

IHIER NRE SEARE
ERESE Model No
DC APMX LU
S-EMML2004L202 0.4 0.6 4 2 50
S-EMML2004L204 [ 0.4 0.6 4 4 50
S-EMML2005L202 [ 0.5 0.75 4 2 50
S-EMML2005L204 [ ] 0.5 0.75 4 4 50
S-EMML2005L.206 [ ] 0.5 0.75 4 6 50
S-EMML2006L.202 0.6 0.9 4 2 50
S-EMML2006L204 0.6 0.9 4 4 50
S-EMML2006L.206 [ ] 0.6 0.9 4 6 50
S-EMML2006L208 [ ] 0.6 0.9 4 8 50
S-EMML2008L203 0.8 1.2 4 3 50
S-EMML2008L204 0.8 1.2 4 4 50
S-EMML2008L206 0.8 1.2 4 6 50
S-EMML2008L208 [ 0.8 1.2 4 8 50
S-EMML2008L210 [ 0.8 1.2 4 10 50
S-EMML2010L204 [ 1 1.5 4 4 50
S-EMML2010L206 [ ] 1 1.5 4 6 50
S-EMML2010L208 [ 1 1.5 4 8 50
S-EMML2010L210 1 1.5 4 10 50
S-EMML2010L212 [ 1 15 4 12 50
S-EMML2015L204 1.5 2.25 4 4 50
S-EMML2015L206 1.5 2.25 4 6 50
S-EMML2015L208 1.5 2.25 4 8 50
S-EMML2015L210 1.5 2.25 4 10 50
S-EMML2015L212 [ J 1.5 2.25 4 12 50
S-EMML2020L206 2 3 4 6 50
S-EMML2020L208 2 3 4 8 50
S-EMML2020L210 [ ] 2 3 4 10 50
S-EMML2020L212 [ J 2 3 4 12 50
S-EMML2020L214 2 3 4 14 50
S-EMML2020L216 [ 2 3 4 16 50
S-EMML2030L208 3 4.5 4 8 50
S-EMML2030L210 [ J 3 4.5 4 10 50
S-EMML2030L212 3 4.5 4 12 50

% F5#ETHE - % Continued on next page.

S-EMML 2000L2— CARBIDE END MILL §8§fifs% 70 | B15



S-EMM

@Eﬁain®ﬁ§%tﬂ‘ﬁu73,é

Square

EIEE HITRE AERRE
=S8 Model No T
APMX LU
S-EMML2030L214 3 4.5 4 14 50
S-EMML2030L216 [ 3 4.5 4 16 50
S-EMML2030L220 [ J 8 4.5 4 20 50

S-EMML 20002 251 )i 22 8

The Cutting Data For S-EMML 2000L2 Series

Material @SSP Stainless steel (EEEMI{))!

EH& (mm) Shank 4
5 n (min) 4800
’gg FH4& Slotted 135
= - o
T {8l Side 475

1DHIZRE Cutting depth
BAFE Slotted {83 Side

ap<0.5DC ap=1.5DC

DC

ap : BREEIHIRRE Axial depth of cutting
ae : fREIEIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

B16 | CARBIDE END MILL §§3@i#% 7] — S-EMML 200012



S=-0GM2000 series

/i AAYES

2 )55l 5 /]

New OGM series

Micro Diameter

2 Flute Carbide End Mill
BERAREREERM - BT L2
RIREFEBEM NS ZREMT
Apply on manufacturing and processing of
precision small parts such as professional

i’}]ﬁ“%}ﬁ The Cutting Data medical equipment, electronics, chemicals
NI+ Material and industry.
Staﬁﬁﬂ?tea Er%%&ﬂ%&ﬂﬂﬁﬁ S T)REAEEERET - BRUFEIINT

BE - BABRIMISES -

Adopts a full carbide cutter body unique edge structure

EfE (mm) Shank 4 6 design, to effectively suppress the processing vibration.
& n (min) 4800 3100 [V RREmnFREASATINGTR - BMTRFE
T M naEBEENE -
gﬁ B#E Slotted | 135 | 120 Ultra-fine particle cemented carbide AITiN coating for
3_% increased tool wearability and improve the chip removal.
=V | @ side | 475 | 375
[V #NERE AR L SR THNTRR - 12

HAERMMN LEERNRIFRENLRE -
Micro-diameter design is beneficial to the processing
requirements of cutting, specially in processing in small

t)] Eju;’%fg Cutting depth space, it provides precise accuracy of machining and
excellent surface finish.

BA1E Slotted {32 Side
ap<0.5DC E.UJDIT%_EEEH RC50 ‘ ’\'60 ’
High ductility material
—5c—
e HEFRA0 ] 5
ap : BHEEIHRE Axial depth of cutting E?(;E?}g*le 40°pc§g;|gn

ac : fREIYIFE Radial depth of cutting
DC : 7]42 Diameter of cutting
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&2 CHBIM = 9475
1 S-OGM 2000 55759950 e cosn HABODOD

Dcﬁ <‘__E)CON
APMX
I LF 1
- #17:L 7 INGING

Square

IHIER NIRE
EREYE Model No

DC APMX

S-OGM2003 [ ] 0.3 1.2 4 50
S-OGM2004 0.4 1.6 4 50
S-OGM2005 0.5 2 4 50
S-OGM2006 0.6 24 4 50
S-OGM2007 0.7 2.8 4 50
S-OGM2008 0.8 3.2 4 50
S-OGM2009 0.9 3.6 4 50
S-OGM2010 1 4 4 50
S-OGM2011 1.1 4.4 4 50
S-OGM2012 1.2 4.8 4 50
S-OGM2013 1.3 5.2 4 50
S-OGM2014 1.4 5.6 4 50
S-OGM2015 1.5 6 4 50
S-OGM2016 1.6 6.4 4 50
S-OGM2017 1.7 6.8 4 50
S-OGM2018 1.8 7.2 4 50
S-OGM2019 1.9 7.6 4 50
S-OGM2020 2 8 4 50
S-OGM2021 21 8.4 4 50
S-OGM2022 22 8.8 4 50
S-OGM2023 23 9.2 4 50
S-OGM2024 24 9.6 4 50
S-OGM2025 [ ] 225 10 4 50
S-OGM2026 2.6 10.4 4 50
S-OGM2027 27 10.8 4 50
S-OGM2028 2.8 11.2 4 50
S-OGM2029 29 11.6 4 50
S-OGM2030D6 3 12 6 50

B18 | CARBIDE END MILL §§3i#% /] — S-OGM 2000
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' EMM 2000 2 Flutes Carbide End Mill @ v’@@

ERESE Model No

DJ DCON
N

APMX
LF

|
D Y)Y

ISR NRE
APMX

EMM2010
S EMM2010D6
EMM2015
EMM2020
EMM2020D6
EMM2025
EMM2025D6
EMM2030
EMM2030D6
S EMM2030E1
EMM2035
EMM2035D6
EMM2036
EMM2038
EMM2040
EMM2040D6
S EMM2040E 1
EMM2040H
EMM2045
EMM2047
EMM2050
S EMM2050D5
EMM2050E 1
EMM2050H
EMM2055
EMM2057
EMM2060
EMM2060E 1
EMM2060H
EMM2064
EMM2068
EMM2070
EMM2071

[ 1 2.5 4 50
[ ] 1 25 6 50
[ 1.5 375 4 50
[ 2 5 4 50
[ 2 5 6 50
[ ] 2.5 6.25 4 50
[ 25 6.25 6 50
[ ] 7.5 4 50
[ 3 7.5 6 50
([ ] 3 7.5 4 75
[ 3.5 8.75 4 50
[ 3.5 8.75 6 50
[ 3.6 S 4 50
([ ] 3.8 9.5 4 50
[ 4 10 4 50
[ 4 10 6 50
[ 4 10 4 75

4 10 4 100
[ 45 11.25 6 50
[ 4.7 11.75 6 50
[ 5 12.5 6 50

5 12.5 5 50
[ 5 12.5 6 75
[ 5 12.5 6 100
[ 5.5 13.75 6 50
[ ] 5.7 14.25 6 50
[ 6 15 6 50
[ ] 15 6 75
[ 6 15 6 100
[ ] 6.4 16 8 60
[ 6.8 17 8 60
[ 7 17.5 8 60
[ 7.1 17.75 8 60

% F5#ETHE - % Continued on next page.
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Square

() RPN,
&2 CHBIM = 9475
ISR NTIRE
EREZE Model No
APMX
EMM2073 [} 7.3 18.25 8 60
EMM2075 [} 7.5 18.75 8 60
EMM2080 [ ] 8 20 8 60
EMM2080E1 [ ] 8 20 8 75
EMM2080H [ 8 20 8 100
EMM2080M [ 8 20 8 150
EMM2090 [ ] 9 225 10 75
EMM2100 [ ] 10 25 10 75
EMM2100H [} 10 25 10 100
EMM2100M [} 10 25 10 150
EMM2110 [ ] 1 275 12 75
EMM2120 [ ] 12 30 12 75
EMM2120H [} 12 30 12 100
EMM2120M [} 12 30 12 150
EMM2140 [ ] 14 35 16 100
EMM2160 [ ] 16 48 16 100
EMM2160M [} 16 48 16 150
EMM2160R [} 16 48 16 200
EMM2200 [ ] 20 50 20 100
EMM2200M [ ] 20 50 20 150
EMM2200R () 20 50 20 200
EMM 2000251 t) i1 22 8
The Cutting Data For EMM 2000 Series
WINTIME 2 TSR fE ]
Material Stainless steel (Rl
Ef& (mm) Shank 3 4 6 8 10 12 16 20
& n (min) 4800 4800 3100 2300 1900 1600 1200 950
3% | esmsoted | 135 | 135 | 120 | 120 | 120 | 120 | 135 | 135
ERd
3§f i Side 475 475 325 375 375 275 200 165

B20

HIHFRE Cutting depth
BH4E Slotted {AI32 Side

ap<0.5DC ap=1.5DC

DC

ap : BHE)EIHIRE Axial depth of cutting
ae : {EEHIZRE Radial depth of cutting
DC : 7]48 Diameter of cutting

| CARBIDE END MILL §&3ifi$% 7] — EMM 2000
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2 Y] 3 f&DRIBMMILIRT)
' EMM ZOOOLI 2 Flutes With I'i'ripI;JFIute Length Carbide End Mill @ v’ @ @

SQUARE

DCON

. > S— LF T
05257 NSNS

ISR NRE

ERESE Model No

DC APMX

EMM2010L103 [ ] 1 3 4 50
EMM2011L1033 [ ] 1.1 3.3 4 50
EMM2012L.1036 [ ] 1.2 3.6 4 50
EMM2013L1039 [ ] 1.3 3.9 4 50
EMM2014L.1042 [ ] 1.4 4.2 4 50
EMM2015L1045 [ ] 1.5 4.5 4 50
EMM2016L.1048 [ ] 1.6 4.8 4 50
EMM2017L1051 [ ] 1.7 5.1 4 50
EMM2018L1054 [ ] 1.8 54 4 50
EMM2019L1057 [ ] 1.9 5.7 4 50
EMM2020L 106 [ ] 2 6 4 50
EMM2020L106D6 [ ] 6 6 50
EMM2021L1063 [ ] 21 6.3 4 50
EMM2022L.1066 [ ] 2.2 6.6 4 50
EMM2023L.1069 [ ] 23 6.9 4 50
EMM2024L.1072 [ ] 2.4 7.2 4 50
EMM2025L1075 [ ] 2.5 7.5 4 50
EMM2026L.1078 [ ] 2.6 7.8 4 50
EMM2027L.1081 [ ] 27 8.1 4 50
EMM2028L.1084 [ ] 2.8 8.4 4 50
EMM2029L.1087 [ ] 219 8.7 4 50
EMM2030L109 [ ] 3 9 4 50
@ EMM2030L109D3 [ ] 9 3 50
EMM2030L109D6 [ ] 3 9 6 50
EMM2031L1093 [ ] 3.1 ©).3) 4 50
EMM2032L.1096 [ ] 3.2 9.6 4 50
EMM2033L1099 [ ] 3.3 9.9 4 50
EMM2034L.1102 [ ] 3.4 10.2 4 50
EMM2035L1105 [ ] 3.5 10.5 4 50
EMM2036L1108 [ ] 3.6 10.8 4 50
EMM2037L1111 [ ] 3.7 1.1 4 50
EMM2038L1114 [ ] 3.8 1.4 4 50
EMM2039L1117 @ 819 11.7 4 50

% F5#ETHE - % Continued on next page.
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B22

SELDHITDE

/

IHIER NTIRE
EREZE Model No
APMX
EMM2040L112 [ ] 4 12 4 50
EMM2040L112D6 [ ] 4 12 6 50
EMM2041L1123 [ ] 4.1 12.3 6 50
EMM2042L1126 [ ] 4.2 12.6 6 50
EMM2043L1129 [ ] 4.3 12.9 6 50
EMM2044L1132 [ ] 4.4 13.2 6 50
EMM2045L1135 [ ] 4.5 13.5 6 50
EMM2046L1138 [ ] 4.6 13.8 6 50
EMM2047L1141 [ ] 4.7 14.1 6 50
EMM2048L 1144 [ ] 4.8 14.4 6 50
EMM2049L1147 [ ] 4.9 14.7 6 50
EMM2050L115 [ ] 5 15 6 50
EMM2051L1153 [ ] 5.1 15.3 6 50
EMM2052L 1156 [ ] 5.2 15.6 6 50
EMM2053L1159 [ ] 5.3 15.9 6 50
EMM2054L1162 [ ] 5.4 16.2 6 50
EMM2055L 1165 [ ] 5.5 16.5 6 50
EMM2056L1168 [ ] 5.6 16.8 6 50
EMM2057L1171 [ ] 5.7 171 6 50
EMM2058L1174 [ ] 5.8 17.4 6 50
EMM2059L1177 [ ] 5.9 17.7 6 50
EMM2060L118 [ ] 6 18 6 50
EMM2061L1183 [ ] 6.1 18.3 8 60
EMM2062L1186 [ ] 6.2 18.6 8 60
EMM2063L1189 [ ] 6.3 18.9 8 60
EMM2064L1192 [ ] 6.4 19.2 8 60
EMM2065L1195 [ ] 6.5 19.5 8 60
EMM2066L1198 [ ] 6.6 19.8 8 60
EMM2067L1201 [ 6.7 20.1 8 60
EMM2068L 1204 [ ] 6.8 20.4 8 60
EMM2069L1207 [ ] 6.9 20.7 8 60
EMM2070L121 [ ] 7 21 8 60
EMM2071L1213 [ 71 213 8 60
EMM2072L1216 [ ] 7.2 21.6 8 60
EMM2073L1219 [ ] 7.3 21.9 8 60
EMM2074L1222 [ ] 7.4 22.2 8 60
EMM2075L1225 [ 7.5 225 8 60
EMM2076L1228 [ ] 7.6 22.8 8 60
EMM2077L1231 [ ] 7.7 23.1 8 60
EMM2078L1234 [ ] 7.8 23.4 8 60
EMM2079L1237 [ ] 7.9 237 8 60
EMM2080L 124 @ 8 24 8 60
% 5 TFHE - % Continued on next page.
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EMM2080L124H
EMM2080L140M
EMM2081L1243
EMM2082L1246
EMM2083L1249
EMM2084L1252
EMM2085L.1255
EMM2086L1258
EMM2087L1261
EMM2088L1264
EMM2089L1267
EMM2090L127
EMM2091L1273
EMM2092L1276
EMM2093L1279
EMM20941.1282
EMM2095L1285
EMM2096L.1288
EMM2097L1291
EMM2098L1294
EMM2099L1297
EMM2100L130
EMM2101L1303
EMM2102L1306
EMM2103L1309
EMM2104L1312
EMM2105L1315
EMM2106L1318
EMM2107L1321
EMM2108L1324
EMM2109L1327
EMM2110L133
EMM2111L1333
EMM2112L1336
EMM2113L1339
EMM2114L1342
EMM2115L1345
EMM2116L1348
EMM2117L1351
EMM2118L1354
EMM2119L1357
EMM2120L136

ISR

10.1
10.2
10.3
10.4
10.5
10.6
10.7
10.8
10.9
1
1.1
1.2
1.3
1.4
1.5
11.6
1.7
11.8
11.9
12

NRE

APMX

24
40
243
246
24.9
252
255
25.8
26.1
26.4
26.7
27
27.3
276
27.9
28.2
28.5
28.8
29.1
29.4
29.7
30
30.3
30.6
30.9
31.2
315
31.8
32.1
324
32.7
33
33.3
33.6
33.9
34.2
345
34.8
35.1
35.4
35.7
36

100
150
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75
75

® EMM
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EMM

Square

&2 CHBII i

THI DB

EMM 2000L1 R %) H) 228

The Cutting Data For EMM 2000L1 Series

?&’IJHIME TR
Material @SICE] Stainless steel (eEE M)

ap<0.5DC ap=1.5DC

DC

ap : BHEIEIHIRE Axial depth of cutting
ac : fEELIHEIZRE Radial depth of cutting
C : 7J4E Diameter of cutting

| CARBIDE END MILL §&3i#%7) — EMM 2000L1

BE1E (mm) Shank 4 6 8 10 12 16 20
E23% n (min) 4800 3100 2300 1900 1600 1200 950
g% Bt Slotted 135 120 120 120 120 135 135
‘g’ﬁ {EIi& Side 475 325 375 375 275 200 165
MR E Cutting depth
BH#E Slotted {8132 Side
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Square

3 DSREMILEET]
' EMM 3000 3 Flutes érbide End Mill @ v’@@
DC DCON

®
D & @@

ISR NRE

ERESE Model No

(2 I

DC APMX
S EMM3040 ° 10 4 50
EMM3050 [ ] 5 12.5 6 50
EMM3058 [ ] 5.8 14.5 6 50
EMM3060 [ ] 6 15 6 50
EMM3078 [ ) 7.8 19.5 8 60
EMM3080 [ ] 8 20 8 60
EMM3100 o 10 25 10 75
EMM3100L130 [ ] 10 30 10 75
EMM3120L136 [ ) 12 36 12 75
EMM3120L157H 12 57 12 100
EMM3160 [ ) 16 48 16 100
EMM 300025 U] 2:
The Cutting Data For EMM 3000 Series
wWNTIME E T3 E=
Material Stainless steel
E1& (mm) Shank B 515} 6 8 10
&3 n (min) 3800 3500 3100 2300 1900
SE | o sioted 180 180 180 180 180
ERd
3§f {Ali& Side 500 500 500 580 580

IHIRE Cutting depth
B8 Slotted {32 Side

ap=<0.5DC ap=1.5DC

DC

ap : BYEILIAEIRE Axial depth of cutting
ae : fREIEHIFRE Radial depth of cutting
DC : 7] Diameter of cutting

EMM 3000 — CARBIDE END MILL §&§fifs%0 | B25
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DC| DCON

APMX

Square

LF

|
0,527 1 SINBINY

ISR NRE

ERESE Model No

APMX

EMM4010 [ 1 25 4 50
EMM4010D6 [ ] 1 2.5 6 50
EMM4015 [ 1.5 3.75 4 50
EMM4015D6 [ 1.5 3.75 6 50
EMM4020 [ 5 4 50
EMM4020D6 [ ] 2 5 6 50
EMM4025 [ 2.5 6.25 4 50
EMM4025D6 [ 25 6.25 6 50
EMM4030 [ 7.5 4 50
EMM4030D6 [ ] 3 7.5 6 50
EMM4030E1 [ 7.5 4 75
EMM4035 [ 3.5 8.75 4 50
EMM4035D6 [ 3.5 8.75 6 50
EMM4040 [ ] 4 10 4 50
EMM4040D6 [ 4 10 6 50
EMM4040E1 o 4 10 4 75
EMM4040H [ 4 10 4 100
EMM4045 [ ] 4.5 11.25 6 50
EMM4050 [ 5 12.5 6 50
EMM4050E1 [ 12.5 6 75
EMM4050H [ 5 12.5 6 100
EMM4055 [ ] 5.5 13.75 6 50
EMM4060 [ J 6 15 6 50
EMM4060E1 [ 6 15 6 75
EMM4060H [ 6 15 6 100
@ EMM4060M 6 15 6 150
EMM4065 [ J 6.5 16.25 8 60
EMM4070 [ 7 17.5 8 60
EMM4080 [ 8 20 8 60
EMM4080E1 [ ] 8 20 8 75
EMM4080H [ 8 20 8 100
EMM4080M [ 8 20 8 150
EMM4100 @ 10 25 10 75

% F5#ETHE - % Continued on next page.
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Square

ISR NRE

ERESER Model No

DC APMX
EMM4100H [ ] 10 25 10 100
EMM4100M [ ] 10 25 10 150
EMM4120 [ ] 12 30 12 75
EMM4120H [ ) 12 30 12 100
EMM4120M [ ] 12 30 12 150
EMM4140 [ ] 14 35 16 100
EMM4160 [ ] 16 48 16 100
EMM4160M [ ] 16 48 16 150
EMM4160R [ ] 16 48 16 200
(o) EMM4180M ° 18 45 20 150
EMM4200 [ ] 20 50 20 100
EMM4200M [ ] 20 50 20 150
EMM4200R [ ] 20 50 20 200
EMM 4000251 ) i 22 8
The Cutting Data For EMM 4000 Series
WMIHE T8
Material @SIEE] Stainless steel (LR
H1& (mm) Shank 4 6 8 10 12 16 18 20
E§3& n (min) 4800 3100 2300 1900 1600 1200 1240 1060

Bf# Slotted 200 180 180 180 180 200 225 300

(unu/wiu)
< RS

{8l Side 700 500 580 580 410 300 450 240

LJEI%EE Cutting depth
BEAE Slotted {3 Side

ap<0.5DC

DC

ap : BAEEIHIZRE Axial depth of cutting
ae : fREYIFE Radial depth of cutting
DC : 7]48 Diameter of cutting

EMM 4000 — CARBIDE END MILL §§§fi#s%70 | B27
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DCI DCON

ISR NRE

ERESE Model No

APMX

EMM4010L103 1 3 4 50
EMM4015L1045 15 45 4 50
EMMA4020L 106 ° 2 6 4 50
EMM4025L1075 ° 25 75 4 50
EMMA4025L 1075D6 ° 25 75 6 50
EMM4030L109 ° 3 9 4 50
EMMA4030L109D6 ° 3 9 6 50
EMM4030L113D6 3 13 6 50
EMM4032L 1064D6 3.2 6.4 6 50
EMMA4040L112 ° 4 12 4 50
EMMA4040L 114D6 4 14 6 50
EMM4040L120E1 ° 4 20 4 75
S EMM4050L115 ° 5 15 6 50
EMM4050L125E1 ° 5 25 6 75
[er) EMM4060L118 ) 6 18 6 50
EMM4060L125€1 ° 6 25 6 75
S EMMA4060L 130E1 ° 6 30 6 75
EMMA4060L 130H ° 6 30 6 100
S EMM4080L124 ° 8 24 8 60
EMM4080L130E1 ° 8 30 8 75
EMMA4080L 135H ° 8 35 8 100
EMMA4080L 140M ° 8 40 8 150
EMM4100L130 ° 10 30 10 75
EMM4100L 140H ° 10 40 10 100
EMMA4100L 145H ° 10 45 10 100
EMM4100L 150M ° 10 50 10 150
EMM4120L136 ° 12 36 12 75
EMM4120L 145H ° 12 45 12 100
EMM4120L150M ° 12 50 12 150
EMM4120L 155H ° 12 55 12 100
EMM4130L139D16 ° 13 39 16 100
EMM4140L 142 ° 14 42 16 100
S EMM4140L142D14 14 42 14 100

% F5#ETHE - % Continued on next page.
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IHIER NNRE
ERESEE Model No
APMX
EMM4160L170M [ J 16 70 16 150
EMM4200L180M [ J 20 80 20 150
EMM 4000L1 251 t) i1 22 8
The Cutting Data For EMM 4000L1 Series
WINIME E TR 5
Material Stainless steel (Rl
E1& (mm) Shank 4 6 8 10 12 16 18 20
#55& n (min) 4800 3100 2300 1900 1600 1200 1240 1060
g % BA#E Slotted 200 180 180 180 180 200 225 300
ERd
3§f {832 Side 700 500 580 580 410 300 450 240
tIHIFERE Cutting depth  Bi#E Slotted

A2 Side

ap<0.5DC

DC

ap : BHEIIHIRRE Axial depth of cutting
ac : fREHIFRE Radial depth of cutting
DC : 7]42 Diameter of cutting
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DN
|

DC DCON

ISR NRE

EMELSR Model No

DC APMX
EMM2025T030 25 8 4 50 3.34
EMM2040T030D6 [ ] 4 15 6 50 5.57
EMM2060T030D8 [ ] 6 18 8 60 7.59
EMM2060T030D10 [ ] 6 18 10 75 8.1
EMM2080T030 [ ] 8 25 8 75 10.62

EMM 2000TO00 31 L) i1 2% %

The Cutting Data For EMM 2000T00 Series

Material @SIEE] Stainless steel (Rl

18 (mm) Shank 4 6 8 10 12 16

#3% n (min) 4800 3100 2300 1900 1600 1200
g;ﬁ REHE Slotied 135 120 120 120 120 120
%é @8 Side 475 325 375 375 275 275

HIEIRE Cutting depth
BAHE Slotted 3R Side
ap<0.5DC

DC

ap : BEIEIAEIRRE Axial depth of cutting
ae : fEE)HIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting
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Square
2 J) 3f&DRIBMILFT)
' EPM 2000 2 Flutes With TripléLFlute Length Carbide End Mill @ v’ @ @
DC DCON

APMX |

CEED S TP

ISR NRE

ERESE Model No

DC APMX
EPM2010L103 1 3 4 50
EPM2020L106 2 6 4 50
EPM2020L106D6 2 6 6 50
EPM2030L109 3 9 4 50
EPM2030L109D6 [ 3 © 6 50
EPM2040 [ J 4 10 4 50
EPM2040L112 4 12 4 50
EPM2040L112D6 4 12 6 50
EPM2050L115 5 15 6 50
EPM2060E1 [ J 6 15 6 75
EPM2060L118 6 18 6 50
EPM2070L121 7 21 8 60
EPM2080L124 [ J 8 24 8 60
EPM2080L124H 8 24 8 100
EPM2090L127 9 27 10 75
EPM2100L130 10 30 10 75
@ EPM2100H [ J 10 25 10 100
EPM2100M [ J 10 25 10 150
EPM2110L133 1 33 12 75
EPM2120L136 12 36 12 75
EPM2120L150H [ J 12 50 12 100
EPM2120L150M (] 12 50 12 150

EPM 20005152 I
ZYNUIHIZRE wnve grEE

The Cutting Data For EPM 2000 Series Material \GUARIED)

YRR Cutting depth

E1& (mm) Shank 4 6 8 10 12 16 20
BH#E Slotted fAl32 Side

EGi& n (min) 4800 (3100 2300 {1900 | 1600 | 1200 | 950

ap<0.5DC

BA#E Slotted | 135 | 120 | 120 | 120 | 120 | 135 | 135

DC

(unw/ww)
< RS

2 Sid
fili Side | 475 | 325 | 375 | 375 | 275 | 200 | 165 ap ¢ BRFIEIEIERTE Axial depth of cutting

ac : fREIYIFE Radial depth of cutting
DC : 7J4& Diameter of cutting
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Canlhelsidelmillingjand Slot

EPM3000 series

vl —Ea
SAE: VAL YA
3 Flutes Carbide End Mill
1B HEE35° 5351 Helix angle 35° design
2 ISHJIE - BISTRBAEEET - REMT
EF - BRATIEEASS  MEHEEREE -

The newest carbide end mills, unique blade
structure design, reduce the vibration generated
during processing, improve tool life, enhance the
effect of remove chip.

<@ 3
W S DECK D =rrnzE
o Alloy Steel Carbon Steel Special Coating for
&
VY \
Quas® Al % RIEEIREHEHI i
Side Milling Angular Plunge Grinding Full Slot
) EPM 3000 52282 o T s TR T
DCI DCON
 APMX
LE
@ @ @
IMHIER NNRE
ERELE Model No
DC APMX
EPM3050 (] 12.5 6 50
EPM3050L115 5 15 6 50
EPM3055L1165 55 16.5 6 50
EPM3060 6 15 6 50
EPM3070L121 [ 7 21 8 60
EPM3080 8 20 8 60
EPM3100 10 25 10 75
EPM3100L130 10 30 10 75
#WINTHE Material
EPM 3000251 t] il 22 8 YR Cutting depth
The Cutting Data For EPM 3000 Series Alloy Steel 4 Carbon Steel
BH#E Slotted {8132 Side
E1& (mm) Shank 5 5.5 6 8 10
ap<0.5DC
F5% n (min) 3800 3500 3100 2300 1900
DC
g% BA#E Slotted 180 180 180 180 180
SE&E ap © BHEIENMIEEE Axial depth of cutting
SE | pissice | 700 500 600 580 580 ac : FEFIYIMIFRIE Radial depth of cutting
\%i DC : 7J4% Diameter of cutting

B32 | CARBIDE END MILL §&3i%7]) — EPM 3000
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Square
4 J)FBIMILERTD ’
' GMM 4000 4 Fluiies éé\rbied End Mill @ @@

DC DCON

APMX
LF

iz ISINSING

ISR NRE

ERELSERE Model No

APMX
GMM4010 [ 1 25 4 50
GMM4010L103 [ 1 3 4 50
GMM4015 [ J 1.5 3.75 4 50
@ GMM4015L103 [ J 1.5 4 50
GMM4015L104 [ 1.5 4 50
GMM4020 [ ] 2 4 50
GMM4020L106 [ J 2 4 50
GMM4025 [ J 25 6.25 4 50
@ GMM4025L106 [ 25 4 50
GMM4025L107 [ 25 7 4 50
GMM4025L1075 [ J 25 7.5 4 50
GMM4030 [ J 3 7.5 4 50
@ GMM4030L108 [ 3 8 4 50
GMM4030L109 [ 3 9 4 50
GMM4030L112D6 [ J 3 12 6 50
GMM4035 [ J 3.5 8.75 4 50
@ GMM4035L1105 [ 3.5 10.5 4 50
GMM4040 [ 4 10 4 50
GMM4040L112 [ J 4 12 4 50
GMM4045 [ J 4.5 11.25 6 50
GMM4050 [ 12.5 6 50
GMM4050L115 [ 5 15 6 50
GMM4055 [ J 5.5 13.75 6 50
GMM4060 [ J 6 15 6 50
GMM4065 [ 6.5 16.25 8 60
GMM4070 [ 7 17.5 8 60
GMM4075 [ J 7.5 18.75 8 60
GMM4080 [ J 8 20 8 60
GMM4085 [ 8.5 21.25 10 75
GMM4090 [ 9 22.5 10 75
GMM4095 [ J oI5 2855 10 75
GMM4100 [ J 10 25 10 75
GMM4105 @ 10.5 26.25 12 75

% F5#ETHE - % Continued on next page.
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ISR NRE

EREZE Model No

DC APMX
GMM4110 [} 1 27.5 12 i
GMM4115 [ ] 11.5 28.75 12 75
GMM4120 [} 12 30 12 75
GMM4130 [ J 13 32.5 16 100
GMM4140 [} 14 35 16 100
GMM4150 [ ] 15 37.5 16 100
GMM4160 [} 16 48 16 100
GMM4170 [ ] 17 42.5 20 100
GMM4180 [} 18 45 20 100
GMM4190 [ ] 19 47.5 20 100
GMM4200 [} 20 50 20 100
GMM4220 [ ] 22 55 25 100
GMM4250 [ ) 25 62.5 25 100
GMM 400025 G I 28
The Cutting Data For GMM 4000 Series
wWnIME 0 pati b
Material Stainless steel
EfE (mm) Shank 4 6 8 10 12 16 20 25
& n (min) 4800 3100 2300 1900 1600 1200 1060 800

B4 Slotted 270 240 240 240 240 270 250 230

{8 Side 950 650 750 750 550 400 400 320

(unwy/wwy)
< KRS

HJBIRE Cutting depth
BH{E Slotted {838 Side

aps<0.5DC

DC

ap : BAELHEIRE Axial depth of cutting
ac : EEIIHIFRRE Radial depth of cutting
DC : 7] Diameter of cutting
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' MU_EMM 4000 4 Flutes RounLdLed Land Carbide End Mill @ v’@@

DC| DCON

MINgIN

IHIER NRE
ERESE Model No

DC APMX

MU-EMM4030 [} 3 7.5 4 50
MU-EMM4030D6 [ ] 3 7.5 6 50
MU-EMM4030L109D6 [ 3 ¢ 6 50
MU-EMM4040 o 4 10 4 50
MU-EMM4040D6 [} 4 10 6 50
MU-EMM4040L112 [ ] 4 12 4 50
MU-EMM4040L112D6 [ 4 12 6 50
MU-EMM4050 o 5 12.5 6 50
MU-EMM4050L115 [} 5 15 6 50
MU-EMM4060 [ ] 6 15 6 50
MU-EMM4060L118 [ 6 18 6 50
MU-EMM4060E1 o 6 15 6 75
MU-EMM4070 [} 7 17.5 8 60
MU-EMM4070L121 [ ] 7 21 8 60
MU-EMM4080 [ 8 20 8 60
MU-EMM4080L124 [ J 8 24 8 60
MU-EMM4090 [} £ 225 10 75
MU-EMM4090L127 [ ] 9 27 10 75
MU-EMM4100 [ 10 25 10 75
MU-EMM4100L130 [ J 10 30 10 75
MU-EMM4120 [} 12 30 12 75
MU-EMM4120L136 [ ] 12 36 12 75
MU-EMM4140 [ 14 35 16 100
MU-EMM4160 [ J 16 48 16 100
MU-EMM4160L160M [} 16 60 16 150
MU-EMM4200 [ 20 50 20 100
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The Cutting Data For MU-EMM 4000 Series

wWINTIHME bl AN 5 54
Material Stainless steel
E1® (mm) Shank 4 6 8 10 12 16 20
HE5E n (min) 4800 3100 2300 1900 1600 1200 1060
g % BH#E Slotted 270 240 240 240 240 270 250
Ep:
35 {8)i& Side 950 650 750 750 550 400 400

HEIRE Cutting depth

BA#E Slotted A2 Side

ap<0.5DC ap=1.5DC

DC

ap : BHEEIAEIRRE Axial depth of cutting
ae : REIHIERE Radial depth of cutting
DC : 7]48 Diameter of cutting
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' MU_ GMM 4000 4 Flutes I;otnLdLed Land Carbide End Mill @ v’ @ @
Dglj DCON
R )
lew Specification Arrival

NRE

EREE Model No

APMX

MU-GMM4010 [ ] 1 25 4 50
MU-GMM4015 [ ] 1.5 3.75 4 50
MU-GMM4020 [ ] 2 5 4 50
MU-GMM4030 [ ] 3 7.5 4 50
MU-GMM4030L 109 [ ] & 9 4 50
MU-GMM4030D6 [ ] 3 7.5 6 50
MU-GMM4031L1093 [ ] 3.1 9.3 4 50
MU-GMM4032L1096 [ ] 3.2 9.6 4 50
MU-GMM4033L1099 [ ] 313 9.9 4 50
MU-GMM4034L.1102 [ ] 3.4 10.2 4 50
g MU-GMM4035 [ ] 3.5 8.75 4 50
MU-GMM4035D6 [ ] 3.5 8.75 6 50
MU-GMM4035L1105 [ ] 35 10.5 4 50
MU-GMM4036L1108 [ ] 3.6 10.8 4 50
MU-GMM4037L 1111 [ ] 3.7 1.1 4 50
MU-GMM4038L1114 [ ] 3.8 1.4 4 50
MU-GMM4039L 1117 [ ] 319 1.7 4 50
MU-GMM4040 [ ] 4 10 4 50
MU-GMM4040D6 [ ] 4 10 6 50
MU-GMM4040L112 [ ] 4 12 4 50
MU-GMM4040L112D6 [ ] 4 12 6 50
@ MU-GMM4040E1 [ ] 4 12.5 4 75
MU-GMM4041L1123 [ ] 4.1 12.3 6 50
MU-GMM4042L.1126 [ ] 4.2 12.6 6 50
MU-GMM4043L1129 [ ] 43 12.9 6 50
MU-GMM40441.1132 [ ] 4.4 13.2 6 50
MU-GMM4045L.1135 [ 4.5 185 6 50
MU-GMM40461.1138 [ ] 4.6 13.8 6 50
MU-GMM4047L 1141 [ ] 4.7 14.1 6 50
MU-GMM4048L1144 [ ] 4.8 14.4 6 50
MU-GMM4049L1147 [ ] 4.9 14.7 6 50
MU-GMM4050 [ ] 12.5 6 50
MU-GMM4050L115 o 5 15 6 50

% F5#ETHE - % Continued on next page.
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Square

ISR NRE

EREZE Model No
DC APMX

MU-GMM4050E1 [} 12.5 6 75
MU-GMM4050H [ 12.5 6 100
MU-GMM4050L120H [ 20 6 100
MU-GMM4051L1153 [ 5.1 15.3 6 50
MU-GMM4052L1156 [ J 5.2 15.6 6 50
MU-GMM4053L1159 [ 5.3 15.9 6 50
MU-GMM4054L.1162 [ 54 16.2 6 50
MU-GMM4055 o 5.5 13.75 6 50
MU-GMM4055L1165 [ J 5.5 16.5 6 50
MU-GMM4056L.1168 [ 5.6 16.8 6 50
MU-GMM4057L1171 [ 5.7 171 6 50
MU-GMM4058L1174 o 5.8 17.4 6 50
MU-GMM4059L1177 [ J 5.9 17.7 6 50
MU-GMM4060 [ 6 15 6 50
MU-GMM4060L118 [ 6 18 6 50
MU-GMM4060D o 6 15 6 60
MU-GMM4060E1 [ J 6 15 6 75
MU-GMM4060H [ 6 15 6 100
MU-GMM4061L1183 [ 6.1 18.3 8 60
MU-GMM4062L1186 o 6.2 18.6 8 60
MU-GMM4063L1189 [ J 6.3 18.9 8 60
MU-GMM4064L1191 [ 6.4 19.1 8 60
MU-GMM4064L1192 [ 6.4 19.2 8 60
MU-GMM4065 o 6.5 16.25 8 60
MU-GMM4065L1195 [ J 6.5 19.5 8 60
MU-GMM4066L.1198 [ 6.6 19.8 8 60
MU-GMM4067L1201 [ 6.7 20.1 8 60
MU-GMM4068L1204 [ ] 6.8 20.4 8 60
MU-GMM4069L1207 [ J 6.9 20.7 8 60
MU-GMM4070 [ 7 17.5 8 60
MU-GMM4070L121 [ 21.0 8 60
MU-GMM4071L1213 [ ] 71 213 8 60
MU-GMM4072L1216 [ J 7.2 21.6 8 60
MU-GMM4073L1219 [ 7.3 21.9 8 60
MU-GMM40741L.1222 [ 7.4 222 8 60
MU-GMM4075 [ ) 7.5 18.75 8 60
MU-GMM4075L1225 [ J 7.5 225 8 60
MU-GMM4076L1228 [ 7.6 22.8 8 60
MU-GMM4077L1231 [ 7.7 23.1 8 60
MU-GMM4078L1234 [ ) 7.8 23.4 8 60
MU-GMM4079L1237 [ J 7.9 23.7 8 60
MU-GMM4080 [ 8 20 8 60

¥ FEETHE - % Continued on next page.
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ISR NRE

ERESER Model No
DC APMX

MU-GMM4080L 124 ° 8 24 8 60
MU-GMM4080E 1 ° 8 20 8 75
MU-GMM4080H ° 8 20 8 100
MU-GMM4080M ° 8 20 8 150
MU-GMM4081L1243 ° 8.1 243 10 75
MU-GMM4082L1246 ° 8.2 24.6 10 75
MU-GMM4083L1249 ° 8.3 24.9 10 75
MU-GMM4084L1252 ° 8.4 25.2 10 75
MU-GMM4085L 1255 ° 8.5 255 10 75
MU-GMM4086L1258 ° 8.6 25.8 10 75
MU-GMM4087L1261 ° 8.7 26.1 10 75
MU-GMM4088L 1264 ° 8.8 26.4 10 75
MU-GMM4089L 1267 ° 8.9 26.7 10 75
MU-GMM4090 ° 9 225 10 75
MU-GMM4090L 127 ° 27 10 75
MU-GMM4091L1273 ° 9.1 27.3 10 75
MU-GMM4092L1276 ° 9.2 27.6 10 75
MU-GMM4093L1279 ° 9.3 27.9 10 75
MU-GMM4094L130 ° 9.4 30 10 75
MU-GMM4094L 1282 ° 9.4 28.2 10 75
MU-GMM4095L 1285 ° 95 285 10 75
MU-GMM4096L1288 ° 9.6 28.8 10 75
MU-GMM4097L1291 ° 9.7 29.1 10 75
MU-GMM4098L 1294 ° 9.8 29.4 10 75
MU-GMM4099L 1297 ° 9.9 29.7 10 75
MU-GMM4100 ° 10 25 10 75
MU-GMM4100L130 ° 10 30 10 75
MU-GMM4100H ° 10 25 10 100
MU-GMM4100L130H ° 10 30 10 100

S MU-GMM4100M ° 10 25 10 150
MU-GMM4110 ° 1 275 12 75
MU-GMM4120 ° 12 30 12 75
MU-GMM4120L136 ° 12 36 12 75
MU-GMM4120H ° 12 30 12 100
MU-GMM4120L155H ° 12 55 12 100

8 MU-GMM4120M ° 12 30 12 150
MU-GMM4120L155M ° 12 55 12 150
MU-GMM4140 ° 14 35 16 100

S MU-GMM4142 142 355 16 100
MU-GMM4160 ° 16 48 16 100
MU-GMM4160M ° 16 48 16 150
MU-GMM4180 ° 18 45 20 100

¥ FEETHE - % Continued on next page.
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ERESER Model No
DC APMX
MU-GMM4200 o 20 50 20 100
MU-GMM 40002514 i1 22 8

The Cutting Data For MU-GMM 4000 Series

?E?JHIME T
Material @SIEE] Stainless steel

E1E (mm) Shank 4 6 8 10 12 16 20
@& n (min) 4800 3100 2300 1900 1600 1200 1060
gg BAE Slotted 270 240 240 240 240 270 250
g’ﬁ Al Side 950 650 750 750 550 400 400
1HIRE Cutting depth
BAtE Slotted {Al32 Side

ap=<0.5DC

DC

ap : BREIEIHIIRRE Axial depth of cutting
ae : fREIEIHIRE Radial depth of cutting
DC : 7] Diameter of cutting
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' MUZ'GPM 4000 4 F\ute/s Rount?ed La#d Double Edge Carbide End Mill @ @@

DC DCON

APMX

LF

ew suecmcanon Arrival @ @ @

HIMEE HTIRE BEER
EfREYSE Model No
DC APMX
MU2-GPM4040 [ ] 4 10 4 50
MU2-GPM4040L112D6 [ ] 4 12 6 50
MU2-GPM4050 [ ] 5! 125 6 50
MU2-GPM4050L115 [ J 5 15 6 50
MU2-GPM4060 [ ] 6 15 6 50
MU2-GPM4060L118 [ ] 6 18 6 50
MU2-GPM4070L121 [ ] 7 21 8 60
MU2-GPM4080 [ J 8 20 8 60
MU2-GPM4080L124 [ ] 8 24 8 60
MU2-GPM4100 [} 10 25 10 75
MU2-GPM4100L130 [ ] 10 30 10 75
MU2-GPM4120 [ J 12 30 12 75
MU2-GPM4120L136 [ ] 12 36 12 75
MU2-GPM4160 [ ] 16 48 16 100
MU2-GPM4200 [ ] 20 50 20 100
MU2-GPM 40002514152 8
The Cutting Data For MU2-GPM 4000 Series
wWINTHE A& T 88
[VETGUETR Alloy Steel 4 Carbon Steel
B (mm) Shank 4 6 8 10 12 16 20
BEi® n (min) 6000 4000 2900 2400 1900 1500 1200
g% B34 Slotted 420 420 420 420 420 420 420
ey
3§f {813 Side 1100 800 950 750 500 480 400

1JJEIREE Cutting depth
BA#E Slotted {832 Side

ap<0.5DC

DC

ap : BHEILIHIRERE Axial depth of cutting
ae : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting
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Square

BBEREDE 4 DML
' MUH'GMM 4000 4 Flutes Unequal Divis#n Round Land @ v’@@
Carbide End Mill

B1°
DC DCON

| APMX
LF

B2°

FEDE

Unequal Division @
AT BB LT
B1 o # B20 lew Specification Arrival

ISR NRE

ERELSERE Model No

APMX
S MUH-GMM4030 ° 3 75 4 50
MUH-GMM4040 ° 4 10 4 50
MUH-GMMA4040L 112 ° 4 12 4 50
MUH-GMM4050 ° 5 12,5 6 50
MUH-GMMA4060 ° 6 15 6 50
MUH-GMM4070 ° 7 17.5 8 60
MUH-GMM4080 ° 8 20 8 60
MUH-GMMA4080L 124 ° 8 24 8 60
MUH-GMM4100 ° 10 25 10 75
MUH-GMM4100L 130 ° 10 30 10 75
MUH-GMM4100H ° 10 25 10 100
MUH-GMM4120 ° 12 30 12 75
MUH-GMM4120L136 ° 12 36 12 75
MUH-GMM4160 ° 16 48 16 100
MUH-GMM4200 ° 20 50 20 100

MUH-GMM 4000 2 %1 b] 5122 8

The Cutting Data For MUH-GMM 4000 Series

muzng T FE)
Material @SIEE] Stainless steel (eEEdl{el))

EfE (mm) Shank 4 6 8 10 12 16 20
B2 n (min) 6000 4000 2900 2400 1900 1500 1200
’gg Bt Slotted 420 420 420 420 420 420 420
3% {8l Side 1100 800 950 750 500 480 400

IIBIRE Cutting depth
BA#E Slotted {32 Side

ap<0.5DC

DC

ap : BRE YR Axial depth of cutting
ae : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting
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BEBREDEIREFIRIE 4 TRMILEHT)
' MUH'IMM 4000 Rounded Unequal Spiral & Unez;iual Division @ v’@@

4 Flutes Carbide End Mill

A1° A2°
B1°
D%[ \\\\::T\\\ DCON
APMX

B2° LF
FEDE

Unequal Division TERIE N
Unequal Spiral A1° # A2
B1°5%= B2° ekt ot

ITHIER NRE REREE

EmBI5E Model No

APMX DCON

8 MUH-IMM4030L 109 [ 3 9 4 50
MUH-IMM4035L109 [ 3.5 9 4 50
MUH-IMM4040 [ ] 4 10 4 50

@ MUH-IMM4040L112 [ ] 4 12 4 50
MUH-IMM4040L112D6 [ 4 12 6 50
MUH-IMM4050 [ 5 12.5 6 50
MUH-IMM4050L112 [ ] 5 12 6 50
MUH-IMM4050L115 [ ] 5 15 6 50
MUH-IMM4055L.113 [ 5.5 13 6 50
MUH-IMM4060 [ 6 15 6 50
MUH-IMM4060L118 [ ] 6 18 6 50

@ MUH-IMM4070 [ ] 7 17.5 8 60
MUH-IMM4070L121 [ 7 21 8 60
MUH-IMM4070L130E1 [ 7 30 8 75

@ MUH-IMM4073L1219 [ ] 7.3 21.9 8 60
MUH-IMM4075 [ ] 7.5 18.75 8 60
MUH-IMM4080 [ 8 20 8 60
MUH-IMM4080L124 [ 24 8 60
MUH-IMM4085L1255 [ ] 8.5 25.5 10 75
MUH-IMM4090 [ ] 9 22.5 10 75
MUH-IMM4095 [ 9.5 23.75 10 75
MUH-IMM4100 [ 10 25 10 75
MUH-IMM4100L130 [ ] 10 30 10 75
MUH-IMM4120 [ ] 12 30 12 75
MUH-IMM4120L 136 [ 12 36 12 75
MUH-IMM4120L138 o 12 38 12 75
MUH-IMM4120L140 [ ] 12 40 12 75
MUH-IMM4120H [ ] 12 30 12 100
MUH-IMM4120L142H [ 12 42 12 100
MUH-IMM4120L145H [ ] 12 45 12 100
MUH-IMM4120L153H [ ] 12 59 12 100
MUH-IMM4120L155H [ ] 12 55 12 100
MUH-IMM4140 o 14 35 16 100

¥ FEETHE - % Continued on next page.
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ERESER Model No

DC APMX
MUH-IMM4150 [ ] 15 37.5 16 100
@ MUH-IMM4160L122E1 [ ] 16 22 16 75
MUH-IMM4160 [ ] 16 48 16 100
@ MUH-IMM4160L140 [ ] 16 40 16 100
MUH-IMM4160L 155 [ ] 16 55 16 100
MUH-IMM4180 [ ] 18 45 20 100
MUH-IMM4190 [ ] 19 47.5 20 100
MUH-IMM4200 [ ] 20 50 20 100
MUH-IMM4200L 160M [ ] 20 60 20 150
MUH-IMM4200L170M [ ] 20 70 20 150
MUH-IMM4200L175M [ ] 20 75 20 150
MUH-IMM4200L1130R [ J 20 130 20 200

MUH-IMM 4000251 V) i 22 8

The Cutting Data For MUH-IMM 4000 Series

?EIJIJIME T 4838
Material @SIEE] Stainless steel (Rl

BE1® (mm) Shank 4 6 8 10 12 16 20
5% n (min) 6000 4000 2900 2400 1900 1500 1200
gg BA1#E Slotted 420 420 420 420 420 420 420
g’% {8l Side 1100 800 950 750 500 480 400

1HIRE Cutting depth
BH{& Slotted {32 Side

ap<0.5DC

DC

ap : BELIHIFERE Axial depth of cutting
ac : fREIHIRE Radial depth of cutting
DC : 748 Diameter of cutting
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4 Flutes Carbide End Mill-DIN

Square

A1 A2

B1°
DC DCON

APMX ‘
B2° LF

FEHE ‘

Unequal Division

TERIE
u I'Spi |A1°#A2° ®
B1°# B2° nequal Spiral @) %{fﬁﬁﬁrﬁ @ @ @

IHIER NRE REREE

EmBI5E Model No

APMX DCON
MUH-IMM4040-DIN 4 10 4 50
MUH-IMM4040D6-DIN [ ] 4 10 6 50
MUH-IMM4060-DIN [ ] 6 15 6 50
MUH-IMM4080-DIN [ ] 8 20 8 60
MUH-IMM4100-DIN [ ] 10 25 10 75
MUH-IMM4120-DIN [ ] 12 30 12 75
MUH-IMM4160-DIN 16 48 16 100
MUH-IMM4200-DIN o 20 50 20 100

MUH-IMM 4000-DIN 2 5] U] Hi 22

The Cutting Data For MUH-IMM 4000-DIN Series

Material @SIEE] Stainless steel (Rl

BE1® (mm) Shank 4 6 8 10 12 16 20
5% n (min) 6000 4000 2900 2400 1900 1500 1200
gg BA1#E Slotted 420 420 420 420 420 420 420
g’% {8l Side 1100 800 950 750 500 480 400

1HIRE Cutting depth
BA#E Slotted {32 Side

aps<0.5DC

DC

ap : BEEIHIERME Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
DC : 748 Diameter of cutting
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B1° Unequal Spiral /VEWAR"L\\\VY
At°F= A2°

A2°
B1°7é B2° . e
i s A

Roume e Unsepe] Sipie] Unsepe] Rivision

A5 sl avisyl
AlFEs il
AEBABFRBBE/MIHE

Unequal division to improve seismic resistance of high-speed feed machining.

AEREAFIREEMI AR

Unequal helix angle to improve high tree processing resistance to chipping.

VRIEFEERA35°/38°5%5t » T)VERMAAEIBRIRREAEE @ cNBZ TGS - BEIHH

R AEEE - aEAFHESUR R DS TRISEAITIEIEBEES - BRRESSESMINT

KREARSIDESD o KAURBERNS  ARGEHIIHEIBER - B THELSROER
Helix angle 35°/38° design, the cutting edge adopts the division angle and the spiral angle are not equal
change the feed per blade make the milling waveform of each edge no longer the same It can effectively
reduce and avoid the vibration pattern generated during side milling conducive to high quality machining
surfaces and improved tool life, special U-shaped groove design Makes the commissioner with excellent
chip removal effect during the plunge milling process reduce workpiece generation port burrs.

§EFHME Processing on

fl 8% RIEHESHI Gl |

Side Milling Angular Plunge Grinding  Full Slot

TBIZE The cutting Data DB Cutting depth
EE(mm)Shank | 4 | 6 | 8 | 10 |12 | 16 | 20 | PMESlted] | o
#85K n (min) 6000 | 4000 | 2900 | 2400 | 1900 |1500 |1200

TiE
iﬁ@ Bif# Slotted | 420 | 420 | 420 | 420 | 420 | 420 | 420 % Side
I&
E/C;f {52 Side | 1100 | 800 | 950 | 750 | 500 | 480 | 400
ap : BHEIIIEIRE Axial depth of cutting : fREIH)RE Radial depth of cutting  DC : JJ#8 Diameter of cutting
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' MUH FMM 4000 Round land Unequal Spiral Uneatal Division @ v’@@

4 Flutes Carbide End Mill

A1° A2°

DN DCON
B1° [
B2°

APMX
) |
nequal Division R 3 —
B1° L B2 Unequal Spiral A1° # A2 Vﬂ”]’% ,ﬁfﬁﬁ.ﬁg @ @ @

ISR NRE

LF

ERELSERE Model No

DC APMX

MUH-FMM4020L106 2 6 4 50
MUH-FMM4030L109 3 9 4 50
MUH-FMM4040L112 4 12 4 50
MUH-FMM4050L115 5 15 6 50
MUH-FMM4060 6 15 6 50
MUH-FMM4060L118 (] 6 18 6 50
MUH-FMM4080 8 20 8 60
MUH-FMM4080L124 8 24 8 60
MUH-FMM4100 10 25 10 75
MUH-FMM4100L130 10 30 10 75
MUH-FMM4120 12 30 12 75
MUH-FMM4120L136 [} 12 36 12 75
MUH-FMM4160 ] 16 48 16 100
MUH-FMM4200 20 50 20 100
MUH-FMM 400031 )12
The Cutting Data For MUH-FMM 4000 Series
WINIHME T4 5% 8l
Material @SIELE] Stainless steel (EEE A1)
E& (mm) Shank 4 6 8 10 12 16 20
E33% n (min) 6000 4000 2900 2400 1900 1500 1200
38 | mmsoted | 420 420 420 420 420 420 420
3% {838 Side 1100 800 950 750 500 480 400

1JJEIREE Cutting depth
BA#E Slotted {832 Side

ap<0.5DC

DC

ap : BHEILIHIRERE Axial depth of cutting
ae : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting
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BEBREDEIREFIRIE 4 TISHMILHET)
l MUH'IGM 4000 Round land Unequal Spiral Une\atal Division @ ’@@

4 Flutes Carbide End Mill
A1 A2?
B1°
DC \\ DCON

APMX
B2° LF

FEHE

I
Unequal Division TEiZhE . S
srrohgy e A= A2 B Lt @ @ @

ISR NRE

ERESE Model No

APMX
MUH-IGM4040 [ 4 10 4 50
MUH-IGM4040L 112 [ ] 4 12 4 50
@ MUH-IGM4050 [ 5 12.5 6 50
MUH-IGM4060 [ 6 15 6 50
MUH-IGM4060L118 6 18 6 50
MUH-IGM4080 ([ ] 8 20 8 60
MUH-IGM4080L124 [ 8 24 8 60
MUH-IGM4100 [ 10 25 10 75
MUH-IGM4100L130 [ J 10 30 10 75
MUH-IGM4120 ([ ] 12 30 12 75
MUH-IGM4120L136 ® 12 36 12 75

MUH-1IGM 4000251 ) i 22 %

The Cutting Data For MUH-IGM 4000 Series

WINTHME GEx] %
Material GQUOASICEY QoL SISIEE)

E1E (mm) Shank 4 6 8 10 12 16 20
#3& n (min) 6000 4000 2900 2400 1900 1500 1200
g% Bif& Slotted 420 420 420 420 420 420 420
\%% f8lig Side 1100 800 950 750 500 480 400

THIRE Cutting depth
BfE Slotted {83 Side

ap=<0.5DC

DC

ap : BAMELIHEIFRE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
DC : 7J4® Diameter of cutting

B48 | CARBIDE END MILL §§3i§%/]) — MUH-IGM 4000



o MUR-EM
@ EHain Echaintool cutting tools 7
Square

BBTEDBIRERNE 4 DIKMIIHET)
l MUH'IEM 4000 Round land Unequal Spiral Unez\qiual Division @ v’@@

4 Flutes Carbide End Mill

B1° A1° A2
D{[\\ DCON

APMX
B2 LF

FERE

Unequal Division

TEENE . R -
B1°# B2° Unequal Spiral A1 # A2 ﬁ”ﬁfcfﬁﬁEEﬁZ @ @ @

ISR NRE

ERELSERE Model No

DC APMX
MUH-IEM4040 [ ] 4 10 4 50
MUH-IEM4040L112 [ ] 4 12 4 50
MUH-IEM4040L112D6 [ 4 12 6 50
MUH-IEM4050L115 [ 5 15 6 50
MUH-IEM4060 [ J 6 15 6 50
MUH-IEM4060L118 [ ] 6 18 6 50
MUH-IEM4070L121 [ 7 21 8 60
MUH-IEM4080 [ 8 20 8 60
MUH-IEM4080L 124 [ J 8 24 8 60
MUH-IEM4100 [ ] 10 25 10 75
MUH-IEM4100L130 [ 10 30 10 75
MUH-IEM4120 [ ] 12 30 12 75
MUH-IEM4120L136 o 12 36 12 75

MUH-IEM 40002 %] ) §i 228

The Cutting Data For MUH-IEM 4000 Series

WINTIME GEx] %
Material GQUOASICEY QoL SIESEE)

E1E (mm) Shank 4 6 8 10 12 16 20
#3& n (min) 6000 4000 2900 2400 1900 1500 1200
g% Bif& Slotted 420 420 420 420 420 420 420
\%% f8lig Side 1100 800 950 750 500 480 400

IIBIRE Cutting depth
BA#E Slotted {32 Side

ap<0.5DC

DC

ap : BRE YR Axial depth of cutting
ae : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

MUH-IEM 4000 — CARBIDE END MILL §58/i8%70 | B49



MUH-PM

o8 .
el €2 CHBIN 59172

Square
BEBETEDEIRERIE 3 DNRIBHMILHRT)
' MUH'IPM BOOOL]. Round Land Unequal Spiralné:;fjneqtﬁl Division @ ’@@

Seismic Performance 3 Flutes Carbide End Mill

B1° Al AZ
B3° DCL \ DCON
L APMX
B2°

LF
FZ 42| Unequal Division FEZ2hE R R
B1° Vi B2° £ B3° Unequal Spiral A1 # A2 @ @ @
ISR NNRE EU=E
ERESE Model No
APMX DCON
MUH-IPM3040L112 [} 4 12 4 50
MUH-IPM3040L112D6 [ J 4 12 6 50
MUH-IPM3050L115 [} 5 15 6 50
MUH-IPM3060L118 [ 6 18 6 50
MUH-IPM3080L124 [} 8 24 8 60
MUH-IPM3100L130 [ J 10 30 10 75
MUH-IPM3120L136 12 36 12 75
MUH-IPM3160L148 16 48 16 100

MUH-IPM 3000L1 2% V) & 228

The Cutting Data For MUH-IPM 3000L1 Series

wWMIME 210 i
Material GQUOASICEY QLIS G

HfE (mm) Shank 4 6 8 10 12 16 20
55 n (min) 6000 4000 2900 2400 1900 1500 1200
gg BA#E Slotted 360 360 300 300 280 230 230
g\% {8i& Side 540 480 480 480 400 400 400

HIHIZRE Cutting depth
Bt Slotted i Side

ap<0.5DC ap=1.5DC

DC

ap : BRE YR Axial depth of cutting
ae : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

B50 | CARBIDE END MILL §&3fii$%7) — MUH-IPM 3000L1



@ E Hain ®Echaintoo| cutting tools MUH'lPM

Square

BEBTEDEIRERIE 4 DNERIBHMILHT)
' MUH'IPM 4000 Round Land Unequal Spira\né(‘;f)neqt:é\ Division @ v’@@

Seismic Performance 4 Flutes Carbide End Mill

o
DC \\ DCON
b2 L apwx

LF

FE3E !
Unequal Division T ERhE B

Unequal Spiral A1°# A2° ‘@,}flfﬁiﬁ_tﬁi
B1 o # BZO lew Specification Arrival

ISR NRE

ERESE Model No

DC APMX

S MUH-IPM4030D6 ° 3 75 6 50
MUH-IPM4040 ° 4 10 4 50
MUH-IPM4040D6 ° 4 10 6 50

S MUH-IPM4040L112D6 ° 4 12 6 50
MUH-IPM4050 ° 5 125 6 50

S MUH-IPM4050L115 ° 5 15 6 50
MUH-IPM4060 ° 6 15 6 50
MUH-IPM4060L118 ° 6 18 6 50

g MUH-IPM4070 ° 7 175 8 60
MUH-IPM4070L121 ° 7 21 8 60
MUH-IPM4080 ° 8 20 8 60
MUH-IPM408OL124 ° 8 24 8 60

S MUH-IPM4086 ° 8.6 215 10 75
MUH-IPM4090 ° 9 225 10 75
MUH-IPM4100 ° 10 25 10 75
MUH-IPM4100L130 ° 10 30 10 75
MUH-IPM4100L135 ° 10 35 10 75
MUH-IPM4120 ° 12 30 12 75
MUH-IPM4120L136 ° 12 36 12 75
MUH-IPM4120L155H ° 12 55 12 100
MUH-IPM4160 ° 16 48 16 100
MUH-IPM4160L170M ° 16 70 16 150
MUH-IPM4200 ° 20 50 20 100
MUH-IPM4200L160M ° 20 60 20 150
MUH-IPM4200L170M ° 20 70 20 150
MUH-IPM4200L180M ° 20 80 20 150

MUH-IPM 4000 — CARBIDE END MILL §58/i#8%70 | B51
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MUH-[PM

Square

o .
b 2 CHaIN =978

MUH-IPM 4000 2% b i1 22 8

The Cutting Data For MUH-IPM 4000 Series

wWNIHME GEN] i 4@
Material GQUOASICEY QLS IESEE
E1E (mm) Shank 4 6 8 10 12 16 20
#5i% n (min) 6000 4000 2900 2400 1900 1500 1200
3 g BH4E Slotted 480 350 350 300 300 300 300
Epd
3§f {8;& Side 720 640 580 580 580 480 400
LIHIRE Cutting depth
BAHE Slotted Al Side

ap<0.5DC

DC

ap : BELIAEIRRE Axial depth of cutting
ae : REIHEIERE Radial depth of cutting
DC : 7]48 Diameter of cutting

| CARBIDE END MILL §§3fi#%7]) — MUH-IPM 4000




@ EHain®Echaintool cutting tools MUH.FPM

Square

BETEDERERIEEE 4 DHMILeHTD)
' MUH'FPM 4000 Round Land Unequal Spiral & UenqLLlél Division @ v’@@

4 Flutes Carbide End Mill
B1° AP A2
DC \\ DCON

B2° APMX
LF

FEHE

Nisi B
Unequal Division Unequal Spiral A1° # A2° ﬁ.‘mﬁfﬁﬁrﬁi
B1 ) # BZD lew Specification Arrival

ISR NRE

ERESE Model No

APMX

MUH-FPM4020L106 [ 2 6 4 50
MUH-FPM4030L109 [ 3 9 4 50
MUH-FPM4040L112 [ ] 4 12 4 50
MUH-FPM4050L115 [ ] 5 15 6 50
MUH-FPM4060 [ 6 15 6 50
MUH-FPM4060L118 [ 6 18 6 50
MUH-FPM4080 [ ] 8 20 8 60
MUH-FPM4080L 124 [ ] 8 24 8 60
MUH-FPM4100 [ 10 25 10 75
MUH-FPM4100L130 [ 10 30 10 75
MUH-FPM4120 [ ] 12 30 12 73
MUH-FPM4120L136 [ ] 12 36 12 75
@ MUH-FPM4120L145H [ ] 12 45 12 100
MUH-FPM4160 [ 16 48 16 100
@ MUH-FPM4160L140 [} 16 40 16 100
MUH-FPM4200 [ ] 20 50 20 100

MUH-FPM 4000251 U] i 22 %

The Cutting Data For MUH-FPM 4000 Series

wWNTIHE EEEEx] ik R
Material \GQUOASIEEY Q= IESEE

E& (mm) Shank 6 8 10 12 16 20
&35 n (min) 4000 2900 2400 1900 1500 1200
gg RE#% Slotted 420 420 420 420 420 420
%g {812 Side 800 950 750 500 480 400
MR Cutting depth ~ BA#E Slotted i Side
ap<05DC

DC

ap : BRE YR Axial depth of cutting
ae : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

MUH-FPM 4000 — CARBIDE END MILL §§3@i8%0 | B53



AEHFEFIREEERMIAEY
AEREAFRSEMIERM

Unequal division to improve seismic resistance of

A= LY

"
saries

EFA#E Processing on

high-speed feed machining.

Unequal helix angle to improve high tree
processing resistance to chipping.
IRIEFRERFA39°/41°5RET
TIRADEBRIRIEEIEE
EEY)ERS - EENRELRIZABIEE
TEVFES R D FETRISRRF
tIHIEEHNES - BARESSEENINTIRE
iEs 7850 °
Helix angle 39°/41° design

The cutting edge adopts the division angle and

B2°
ﬂﬂ f% ﬁ =R the spiral angle are not equal change the feed
SIEE] Stainless)Stoe Castlron Unequal Division per blade make the milling waveform of each

B1° 4= B2’

Flat

TEIRIE
Unequal Spiral

A1° A2°

MMH-LPM
series

edge no longer the same It can effectively
reduce and avoid the vibration pattern generated
during side milling conducive to high quality
machining surfaces and improved tool life.

FETZEAEITZE

Land Unequal Spiral Unequal Division

4 J)ESH L3 T]

4 Flutes Carbide End Mill

A1°

kU BUBIBERET - AURIESRI0 TS
HBER B THELROER

Special U-shaped groove design

Makes the commissioner with excellent chip
removal effect during the plunge milling process
reduce workpiece generation port burrs.

ap : EEIHIRE

B2° SRYHERE Axial depth of cutting
FE=aE Special Coating For ae : EEYIEIRE
Unequal Division i fix i Radial depth of cutting
Alloy Steel Carbon Steel DC : 7)f®

B1° # B2° 7Djiameler of cutting

B (mm) Shank | 4 6 8 10 | 12 | 16 | YIRURE Cutting depth
BHt# Slotted {832 Side

#3% n (min) 6000 | 4000 | 2900 | 2400 | 1900 | 1500
Tt . ap<0.5DC . . ap=1.5DC
g ’% BAE Slotted | 420 420 420 420 420 420
& “bc “2e<0.1DC
ai {8l Side | 1100 800 950 750 500 480

B54

| CARBIDE END MILL §&3i#%7]) — MMH-LMM 4000 « MMH-LPM 4000



® MNH-LMN
@ c”ain Echaintool cutting tools 7

Square

EEREDEIRFIRIE 4 DIRMILFED
' MMH'LMM 4000 Flat Land Unequal Spiral & Une\qiual Division @ v’ @ @

4 Flutes Carbide End Mill

Al° A2?

bC DCON
B [ APMX

TERE LF
Unequal Division

|
TEIRTE ® =]
B1° # B2° Unequal Spiral A1° # A2° ﬁﬁ*ﬂfﬁ;ﬁﬁi @ @

S5 Model No wm RS & %
MMH-LMM4040 o 4 10 4 50
MMH-LMM4060 [ ) 6 15 6 50
MMH-LMM4080 [ ] 8 20 8 60
MMH-LMM4100 o 10 25 10 75
MMH-LMM4120 o 12 30 12 75
MMH-LMM4160L155 [ ) 16 55 16 100
MMH-LMM4160M (] 16 48 16 150

MMH-LMM 4000 2 5 Y] §i 22

The Cutting Data For MMH-LMM 4000 Series

Material QS Stainless steel EEN)

E1& (mm) Shank 4 6 8 10 12 16
#43% n (min) 6000 4000 2900 2400 1900 1500
g% Ffi4# Slotted 420 420 420 420 420 420
g\% fAli2 Side 1100 800 950 500 500 480

HJHISRE Cutting depth
BAtE Slotted {32 Side

ap<0.5DC

DC

ap : BHELIHIERE Axial depth of cutting
ae : fEEIFIYIRE Radial depth of cutting
DC : 7J4®8 Diameter of cutting

MMH-LMM 4000 — CARBIDE END MILL §5/if8%0 | B55



MNP

o8 .
el €22 CHBIN i1 9472

Square.
FEREDERZIRIE 4 DISMILHED
| MMH-LPM 4000 [F5Emasme smess HOBOHD

4 Flutes Carbide End Mill

RN

B2° APMX

TERE LF
Unequal Division
B1° = B2’ Uneaunl Sptal A1°SE= A2° AR @ @
EREEE Model No AARE 8 #
APMX
MMH-LPM4040 [ ] 4 10 4 50
MMH-LPM4055L1165 [ J 5.5 16.5 6 50
MMH-LPM4060 [ 6 15 6 50
MMH-LPM4080 [ 8 20 8 60
MMH-LPM4100 [} 10 25 10 75
MMH-LPM4120 [ ] 12 30 12 75
MMH-LPM4160 o 16 48 16 100

MMH-LPM 4000 %1 ] i1 £

The Cutting Data For MMH-LPM 4000 Series

wWMIME &1 ik &
Material GQUOASICEY QLIRS G

E1& (mm) Shank 4 6 8 10 12 16
#43% n (min) 6000 4000 2900 2400 1900 1500
g% Ffi4# Slotted 420 420 420 420 420 420
g\% fAli2 Side 1100 800 950 500 500 480

HJHISRE Cutting depth
BAtE Slotted {32 Side

ap<0.5DC

DC

ap : BHELIHIERE Axial depth of cutting
ae : fEEIFIYIRE Radial depth of cutting
DC : 7J4®8 Diameter of cutting

B56 | CARBIDE END MILL §§3i#%7] — MMH-LPM 4000



® If;
QCHain Echaintool cutting tools L :lj !JMM
Square
' LUH'IMM 4000 ﬁfﬁfﬁ%ﬁ&?ﬁ@gﬁ(ﬁmer Carbide End Mill @ v’ @ @

A2°

A1°
B1° DC \ DCON

APMX
B2° LF
TERE
Unequal Division

TEIRTE
Unequal Spiral A1° # A2°
B1° = B2’

IHIER NRE BER
ERESE Model No

APMX DCON
LUH-IMM4080 [ ] 8 8 8 40
LUH-IMM4080D6 8 8 6 40
LUH-IMM4100D6 10 10 6 40
LUH-IMM4120D10 [ J 12 12 10 40
LUH-IMM4160D10 16 16 10 40

LUH-IMM 40002 51 &) 5122 8

The Cutting Data For LUH-IMM 4000 Series

?E?JHIME TR
Material QEEIEE] Stainless steel

E£& (mm) Shank 6 8 10
83 n (min) 4000 2900 2400
3% | o sotes 420 420 420
S&
S e sice 800 950 750

HJEIRE Cutting depth
BA#E Slotted {3 Side

ap<0.5DC

DC

ap : BAELHEIRE Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
DC : 7J4% Diameter of cutting

LUH-IMM 4000 — CARBIDE END MILL §8§fi#s%0 | B57



o8 .
e €22 CHBIN i1z 9472

SQUARE
6 JDFRHMILEET]
I GMM 6000 2R, oo ODHABDHHD

DC DCON

| APMX
LF

IHIER NIIRE BER
ERESE Model No
APMX DCON

GMM6040 [ ] 4 10 4 50

GMM6045 [ J 4.5 11.25 6 50

GMM6050 [ 5 12.5 6 50

GMM6060 [ 6 15 6 50

GMM6060L118 [ ] 6 18 6 50

GMM6080 [ ] 8 20 8 60

GMM6100 [} 10 25 10 75
S GMMB100L130 ° 10 30 10 75

GMM6120 [ ] 12 30 12 75

GMM6160 [ J 16 48 16 100

GMM6200 [ ] 20 50 20 100

GMM6250 [ ) 25 62.5 25 100

GMM 6000251 by 228
The Cutting Data For GMM 6000 Series
WINTHME kil AN FE g ]
Material Stainless steel
B (mm) Shank 4 6 8 10 12 16 20 25
$43& n (min) 4800 3100 2300 1900 1600 1200 1060 800

BA#E Slotted 405 300 360 360 360 405 405 350

(urw/ww)
< R 5 S

{aIi2 Side 1450 1000 1150 1150 850 600 480 480

LJEI;EE Cutting depth
BE1E Slotted {HI32 Side

ap<0.5DC

DC

ap : BHEEIHIRE Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
DC : 7]42 Diameter of cutting

B58 | CARBIDE END MILL §&3ifi$%7) —GMM 6000



I FM-CMM 4000

#bes 4 SDEREMAALET]

®
@ c”ain Echaintool cutting tools

4 Flutes Fine Pitch & Finishing Roughing Carbide End Mill

ol

APMX
LF

OOEOOD®

L

DCON

pIINSIN

IHIER NRE REREE
R Model No

APMX DCON
FM-CMM4060 [ ] 6 15 6 50
FM-CMM4080 [ ] 8 20 8 60
FM-CMM4100 [ J 10 25 10 75
FM-CMM4120 [ 12 30 12 75
FM-CMM4120L136 [ ] 12 36 12 75
FM-CMM4160 @ 16 48 16 100

RS 4 EREMAET)

I RM-CMM 4000

ERESE Model No

4 Flutes Fine Pitch & Roughing Carbide End Mill

<,

APMX
LF

D@

DCON

EIHIER

03P

RM-CMM4050
RM-CMM4060

RM-CMM4070

RM-CMM4080
RM-CMM4100
RM-CMM4120
RM-CMM4120L136

RM-CMM4150

RM-CMM4160

10
12
12
15
16

12.5
15
17.5
20
25
30
36
37.5
48

10
12
12
16
16

100
100

e
HE (mm) Shank 6 8 10 12 16
#En(min) | 3100 | 2300 | 1900 | 1600 | 1200
gg M| 120 | 120 | 120 | 120 | 135
2B B# | a5 | 375 | 375 | 275 | 200

aps<0.5DC

DC

FM-CMM 4000 - RM-CMM 40002 %1 {51 22 8

The Cutting Data For FM-CMM 4000 vs RM-CMM 4000 Series

k] A3 i
Steel Stainless steel Rl

HJHISRE Cutting depth
BH4E Slotted

fAl3% Side

ap : EHEIIEISRE Axial depth of cutting

ae : fREYIFE Radial depth of cutting
DC : 7]48 Diameter of cutting

FM-CMM 4000 « RM-CMM 4000 — CARBIDE END MILL §&3fi8%0 | B59



CFM- HWM @cﬂain® HRYYDE

SQUARE
SSSMESHEREN 1L
' CFM'CWM CarbidSEnd ME\II For\_éomposiutes Finishing @ ' @

DCI DCON

| APMX
LF

Y

ISR HNRE

E RS Model No

APMX
CFM-CWM8040 [ ] 4 12 4 50 8
CFM-CWM12060 [ ] 6 18 6 50 12
CFM-CWM11060L124 6 24 6 50 1
CFM-CWM14080L 125 [ ] 8 25 8 60 14
CFM-CWM16100 [ ] 10 30 10 75 16
CFM-CWM17120L 132 12 32 12 100 17

CEM-CWM R 51 Y] i 22 8

The Cutting Data For CFM-CWM Series

Material QEEENFILS Carbon Fiber

Ef& (mm) Shank 4 6 8 10 12
3% n (min) 6370 4250 3190 2550 2130
gg BA#E Slotted 510 470 450 410 360
g’% {8132 Side 1020 940 900 820 730

HJEIRE Cutting depth
BAHE Slotted {Ali Side

aps<0.5DC

bc

ap : EYEEIHEIRRE Axial depth of cutting
ae : fREIYIFE Radial depth of cutting
DC : 7]48 Diameter of cutting

B60 | CARBIDE END MILL §&§ifi$% /) — CFM-CWM



0 ® S-EMB
E’Iain Echaintool cutting tools -
EEE
U VEIREA 2 SDFRIMILEET)
' S-EMB 2000 M\i:r\r‘) Diameter Carb‘?ée 2 Flutes Ball Nose End Mill @ ’ @ @

Ball Nose
DC DCON
R APMX LF

DPE

IHIERE

ERESE Model No

DC

S-EMB2003
S-EMB2004
S-EMB2005
S-EMB2006
S-EMB2007
S-EMB2008
S-EMB2009

S-EMB 2000 %51 1] i1 2 8

The Cutting Data For S-EMB 2000 Series

?EIJIJIME T4 E4
Material @SIEE] Stainless steel Rl

EH& (mm) Shank 4
#53R n (min) 6400
EIREE Vi (mm/min) 235

YR RE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BHEILIHIRERE Axial depth of cutting
ac : fEEHIYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

S-EMB 2000 — CARBIDE END MILL §5i8%70 | B61



S-EMB

[ /)
BEEST] ‘3:”5i”® WmEYIHI DA

Ball Nose
R RERRE IR 2 SDIRIMBIIEE D
' S'EMB 2000L2 Micro Diameter Long Neck Sh%rt Flute Ball Nose @ ’ @ @

2 Flutes Carbide End Mill

RE
DC

APMXA-E
LU

DCON

LF

NelnlN

IHIER | D7RE | RNEE BE  |UERRE| BERR

ERELSERE Model No

DC
S-EMB2004L202 0.2 0.4 0.32 4 0.37 2 50
S-EMB2004L204 0.2 0.4 0.32 4 0.37 4 50
S-EMB2005L.202 0.25 0.5 0.4 4 0.46 2 50
S-EMB2005L204 [ ] 0.25 0.5 0.4 4 0.46 4 50
S-EMB2005L206 [ ] 0.25 0.5 0.4 4 0.46 6 50
S-EMB2006L202 0.3 0.6 0.48 4 0.56 2 50
S-EMB2006L.204 0.3 0.6 0.48 4 0.56 4 50
S-EMB2006L206 0.3 0.6 0.48 4 0.56 6 50
S-EMB2006L208 [ ] 0.3 0.6 0.48 4 0.56 8 50
S-EMB2008L203 [ ] 0.4 0.8 0.64 4 0.76 3 50
S-EMB2008L204 0.4 0.8 0.64 4 0.76 4 50
S-EMB2008L206 0.4 0.8 0.64 4 0.76 6 50
S-EMB2008L208 0.4 0.8 0.64 4 0.76 8 50
S-EMB2008L210 0.4 0.8 0.64 4 0.76 10 50

S-EMB 2000L2 251 ) i 22 8

The Cutting Data For S-EMB 2000L2 Series

Material @SIEE] Stainless steel Rl

B & (mm) Shank 4
5% n (min) 6400
EXSEE VF (mm/min) 235

HIHIZRE Cutting depth

Iap=0.1 RE

ae=0.2RE

ap : BHEIIHEIRRE Axial depth of cutting
ae : REYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

B62 | CARBIDE END MILL §&3fi%/] — S-EMB 2000L2



SHERPB2D00 sariss
FUNR 2 7)) sErs s

MicroDiameterlCarbide2]Elutes|Ball[NoSeJENCIMil| I
BRAREEEERR EF - CERTESERTBMNSEH2RENT

Apply on manufacturing and processing of precision small parts such as
professional medical equipment, electronics, chemicals and industry.

FFHP500171E5 :
New P500 series Wihilghebrslonreslstnee SRARREE
. 5 . - or the particular coating with
ENINICETES HRG 80°~C0° » I3 =Eess B i o
Dictility] Heb Anglle 85° Alloy Steel Caron_Steel
> MERETBERRBNLEERTHNIER @ RN TAEETRIFRELZE

Micro-diameter design is beneficial to the processing requirements of cutting,specially in processing
in small space, it provides precise accuracy of machining and excellent surface finish.

> EAZIMEOHM - T ITHEEHRCE0EMT

Using the latest import carbide rod, it can process on hardness up to 60HRC.

> FRFAEIRR A ZEATEENS - NESEIEEITE u REE

International tolerance standard h5, tolerance range control at p level accuracy.

> FERERZS - KBRS T iR EREY - @SRRI IEIEN - BRTSESERNT
Using round flute improve the shock resistance and resistance to collapse.
By reducing cutting resistance to achieve high speed and feeding processing.

HUVE 2 TIREASKIMIL %) ’
' S-EPB 2000 M\cn‘) Diameter 2 FILlLtés Ball Nose Carbide End Mill @ @@
DC 3*7 IDCON
— APMX A
- : @EDOP
| New Arrival

ISR NNRE REER BERR

ERESE Model No
DC APMX

S-EPB2003 0.6 4 50
S-EPB2004 [ ] 0.2 0.4 0.8 4 50
S-EPB2005 0.25 0.5 1 4 50
S-EPB2006 [ ] 0.3 0.6 1.2 4 50
S-EPB2007 0.35 0.7 1.4 4 50
S-EPB2008 [ ] 0.4 0.8 1.6 4 50
S-EPB2009 0.45 0.9 1.8 4 50

SPD 20005 AUMEH wnz v
The Cutting Data For S-EPB 2000 Series ~ Material \GLIRILY QIR

YR Cutting depth
E7E (mm) Shank 4 TVE R g dep
#83 n (min) 6400 [20=0.1RE . oo IR Axial depth of cutting
ac : fEMEEIHIFRE Radial depth of cutting
HERRIREE VF (mm/min) 235 e RIRE RE : 7Jf5R R Edge Angle

S-EPB 2000 — CARBIDE END MILL §&3fiis%0 |

B63



S-EMB

[ /)
BEEST] ‘3:”5i”® WmEYIHI DA

Ball Nose
REAIREA 2 DIRIMILEETD
' EMB 2000L2 Lonr'lg Neck Short FLItte 2 Flutes Ball Nose Carbide End Mill @ ’ @ @

DN
DCy, i DCON
BmRE e’ |APMX|
High-step ' - LU
molds LF

#1£ Bevel %{fégﬁon rrival @ @ @

IHER | I7RE | RNEE TR |UERARE| BERR

EfRELSE Model No

EMB2010L204 0.5 1 0.8 4 0.95 4 50
EMB2010L206 [ J 0.5 1 0.8 4 0.95 6 50
EMB2010L208 [ J 0.5 1 0.8 4 0.95 8 50
EMB2010L210 [ 0.5 1 0.8 4 0.95 10 50
EMB2010L212 [ 0.5 1 0.8 4 0.95 12 50
EMB2015L204 [ J 0.75 1.5 1.2 4 1.45 4 50
EMB2015L206 [ J 0.75 1.5 1.2 4 1.45 6 50
EMB2015L208 [ 0.75 1.5 1.2 4 1.45 8 50
EMB2015L210 [ 0.75 1.5 1.2 4 1.45 10 50
EMB2015L212 [ J 0.75 1.5 1.2 4 1.45 12 50
EMB2020L206 1 2 1.6 4 1.94 6 50
EMB2020L208 [ ] 1 2 1.6 4 1.94 8 50
EMB2020L210 1 2 1.6 4 1.94 10 50
EMB2020L212 [ J 1 2 1.6 4 1.94 12 50
EMB2020L212E1 [ 1 2 1.6 4 1.94 12 75
EMB2020L214 1 2 1.6 4 1.94 14 50
EMB2020L216 [ 1 2 1.6 4 1.94 16 50
EMB2020L216E1 [ J 1 2 1.6 4 1.94 16 75
EMB2030L208 [ 1.5 3 24 4 2.85 8 50
EMB2030L210 [ 1.5 3 24 4 2.85 10 50
EMB2030L212 [ J 1.5 3 24 4 2.85 12 50
EMB2030L214 [ J 1.5 3 24 4 2.85 14 50
EMB2030L216 [ 1.5 3 24 4 2.85 16 50
EMB2030L220 [ 1.5 3 24 4 2.85 20 50
EMB2040L212 2 4 312 4 3.8 12 50
EMB2040L214 2 4 3.2 4 3.8 14 50
EMB2040L216 2 4 3.2 4 3.8 16 50
EMB2040L220 2 4 3.2 4 3.8 20 50
EMB2040L225 2 4 312 4 3.8 25 50
EMB2060L220 3 6 4.8 6 5.9 20 50
EMB2060L235HD8 [ 3 6 12 8 519 35 100
EMB2060L240MD8 [ 3 6 12 8 5.9 40 150
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The Cutting Data For EMB 2000L2 Series

?EIJHIME TR E4
Material QEIEE] Stainless steel (LAl

Ball Nose

E& (mm) Shank 4 6 8
#3& n (min) 6400 4300 3200
ERERE Vi (mm/min) 235 245 275

IIHIRE Cutting depth

Ep=0.1RE

ae=0.2RE

ap : BHELIHIERE Axial depth of cutting
ae : fEEFIYIRERE Radial depth of cutting
RE : 7JAR R Edge Angle

EMB 2000L2—CARBIDE END MILL §§§fifs%0 | B65
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BREEHT]

Ball Nose

S EMB2030D3

B66

o ®
&2 CHBIM i 9475

3REA 2 DFRIMILERT)
' EMB 2000 2 Flutes Ball V\\TrL)se Carbide End Mill

DC

RE|  APMX

OOEOOS®

DCON

LF

EfRELSE Model No

ﬁ jow Specmcaunn Arrival @ @ @

THIERE IRE
APMX

EMB2010
EMB2010L206
EMB2010L208
EMB2010D6
EMB2010E1D6
EMB2015
EMB2015D6
EMB2015E1D6
EMB2020
EMB2020D6
EMB2020E1D6
EMB2025
EMB2025D6
EMB2030

EMB2030D6
EMB2030E1D6
EMB2032
EMB2035
EMB2035D6
EMB2035E1
EMB2035E1D6
EMB2040
EMB2040D6
EMB2040E1
EMB2040E1D6
EMB2040H
EMB2040HD6
EMB2042
EMB2049
EMB2050
EMB2050E1
EMB2050H

0.5
0.5
0.5
0.5
0.5
0.75
0.75
0.75

1.25
1.25
1.5
1.5
1.5
1.5
1.6
1.75
1.75
1.75
1.75

NN NN DNDN

21
2.45
2.5
25
2.5

1 2 4 50
1 6 4 50
1 8 4 50
1 2 6 50
1 2 6 75

15 3 4 50

15 3 6 50

15 3 6 75
2 4 4 50
2 4 6 50
2 4 6 75

25 5 4 50

25 5 6 50
3 6 4 50
3 6 3 50
3 6 6 50
3 6 6 75

3.2 6.4 4 50

35 7 4 50

35 7 6 50

35 7 4 75

35 7 6 75
4 8 4 50
4 8 6 50
4 8 4 75
4 8 6 75
4 8 4 100
4 8 6 100

4.2 8.4 6 50

4.9 9.8 6 50
5 10 6 50
5 10 6 75
5 10 6 100

| CARBIDE END MILL §&3i#% ) — EMB 2000

X FEETHE - % Continued on next page.



[ ¢

«
w EHain®Echaintool cutting tools E}ﬁEMﬁZ‘B

Ball Nose

IHIER NNRE

ERELER Model No
APMX

S EMB2056 ° 28 56 1.2 6 50
EMB2060 ° 3 6 12 6 50
EMB2060E ° 3 6 12 6 75
EMB2060H ° 3 6 12 6 100
EMB2060M ° 3 6 12 6 150
EMB2065 ° 325 | 65 13 8 60
EMB2069 ° 345 | 69 | 138 8 60

(e) EMB2070 ° 35 7 14 8 60
EMB2080 ° 4 8 16 8 60
EMB2080E1 ° 4 8 16 8 75
EMB2080H ° 4 8 16 8 100
EMB2080M ° 4 8 16 8 150
EMB2080R ° 4 8 16 8 200

S EMB2090 ° 45 9 18 10 75
EMB2100 ° 5 10 20 10 75
EMB2100H ° 5 10 20 10 100
EMB2100M ° 5 10 20 10 150
EMB2100R ° 5 10 20 10 200
EMB2120 ° 6 12 2 12 75
EMB2120H ° 6 12 24 12 100
EMB2120M ° 6 12 24 12 150
EMB2120R ° 6 12 24 12 200
EMB2160 ° 8 16 32 16 100
EMB2160M ° 8 16 32 16 150
EMB2160R ° 8 16 32 16 200
EMB2200 ° 10 20 40 20 100
EMB2200M ° 10 20 40 20 150
EMB2200R ° 10 20 40 20 200

EMB 2000z 22 : < 5 i
E 2 Rm LI WNTHE W N s

The Cutting Data For EMB 2000 Series Material
EE (mm) Shank 4 6 8 10 12 16 20
53 n (min) 6400 4300 3200 2600 2200 1600 1300
SERGEE VE (mm/min) 235 245 275 275 255 230 205

INEIRE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BRI EIHIRE Axial depth of cutting
ac : fREILIHIRE Radial depth of cutting
RE : 7JAR R Edge Angle

EMB 2000 — CARBIDE END MILL §§§fif%0 | B67
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EHEI0SME SEMME TN TSEEZHRC55°~65°
New E300 With High Abrasion Resistance
High ductility material HRC55°~65°
EHMERELE - BDTERESNEEE - BEERNIERE @ BATIENISS @ REABERAZEEENS
NESHEEFIE L BRE - RRERIHAERE T IEEAMEREY - EERDIIEIES - BRTSRERNT -
The new material has excellent shock resistance, reducing tool damage due to vibration conducive to high quality
machining surfaces and improved tool life, international tolerance standard h5, tolerance range control at p level
accuracy, using round flute improve the shock resistance and resistance to collapse, by reducing cutting resistance

to achieve high speed and feeding processing.

IROA 2 TDERIMILKTD
2 Flutes Ball Nose Carbide End Mill

I EEB 2000

EfREISE Model No

EEB2020
EEB2030
EEB2040
EEB2050
EEB2060
EEB2080
EEB2100
EEB2120

DC

RE

o g b~ W

TIHIER

DC

o o B~ W N

a A
N O

INRE

APMX

50
50
50
50
60
75
75

o oo o B N

A a
N ©

EHEH%ERE For the particular coating with

kA fix i
Alloy Steel Caron Steel

i
<60J 300

EEB 2000251 YJ1Z2 8 smrru

The Cutting Data For EEB 2000 Series Material

ae=0.2RE

B (mm) Shank 4 6 8 10 12
#5% n (min) 6400 4300 3200 2600 2200
HERGRE Vi (mm/min) | 235 245 275 275 255

RE : 7JAR R Edge Angle

| CARBIDE END MILL §&3i#%]) — EEB 2000
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Ep=o.1RE

ap : BREEIHIRE Axial depth of cutting
ac : fREHI4IFE Radial depth of cutting



o EPB
@EHain Echaintool cutting tools EESET]
1 EPB 2000 SE07500 L e cvo DHAGDDD

Ball Nose
DC DCON
RE APMX

LF

THIER NRE RERERE
EfRELSE Model No

DC APMX DCON

EPB2010 ° 05 1 2 4 50
EPB2015 ° 075 1.5 3 4 50
EPB2020 ° 1 2 4 4 50
EPB2030 ° 15 3 6 4 50
EPB2030D3 ° 15 3 6 3 50
EPB2030D6 ° 1.5 3 6 6 50
EPB2040 ° 2 4 8 4 50
EPB2050 25 5 10 6 50
EPB2060 ° 3 6 12 6 50
EPB2060E1 ° 3 6 12 6 75
S EPB2060H 3 6 12 6 100
EPB2080 ° 4 8 16 8 60
EPB2100 ° 5 10 20 10 75
EPB2100H ° 5 10 20 10 100
EPB2100M ° 5 10 20 10 150
EPB2120 ° 6 12 24 12 75
EPB2120L150M ° 6 12 50 12 150
EPB2160 8 16 32 16 100
EPB2200 10 20 40 20 100
EPB 2000 R 5 UIHIZ2 8 mmrme
The Cutting Data For EPB 2000 Series ~ Material \GURASICEY QeI IS
B& (mm) Shank 4 6 8 10 12 16 20
#3 n (min) 6400 4300 3200 2600 2200 1600 1300
AR VF (mm/min) 235 245 275 275 255 230 205

HIHIFREE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BAEILIHIFRE Axial depth of cutting
ae : fREIIHIFRE Radial depth of cutting
RE : 7JAR R Edge Angle

EPB 2000 — CARBIDE END MILL §&§®i#$%70 | B69
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HERLT] ‘35HBiI7® HEEUH DE

Ball Nose
IRER 4 DFRMILERT)
' EPB 4000 4 Flutes Ball Nur;se Carbide End Mill @ v’@@

DC DCON

RE | Apmx L

CEED P

TIHIERE NRE RERERE

EfRELSE Model No

APMX DCON

EPB4020 [ ] 2
EPB4030 1.5 3 6 4 50
EPB4040 [ ] 2 4 8 4 50
EPB4050 [ J 25 5 10 6 50
EPB4060 o 3 6 12 6 50
EPB4065 o 3.25 6.5 13 8 60
EPB4070L1175 [ ] 315 7 17.5 8 60
EPB4080 [ J 4 8 16 8 60
EPB4100 o 5 10 20 10 75
EPB4120 [ ] 6 12 24 12 75
EPB4160 8 16 32 16 100
EPB4200 10 20 40 20 100
EPB 4000251 Y) #1228
The Cutting Data For EPB 4000 Series
wWINTHE GEx] Tk 0
E1& (mm) Shank 4 6 8 10 12 16 20
#3& n (min) 6400 4300 3200 2600 2200 1600 1300
SERSEE V(mm/min) 470 490 550 550 510 460 410

HIRE Cutting depth

[ap=0.1RE

ae=0.2RE
ap : BEILIAEIRRE Axial depth of cutting

ae : fEAEIIHIRE Radial depth of cutting
RE : 7JAR R Edge Angle

B70 | CARBIDE END MILL §&3i#% /] — EPB 4000



EWB2000 series

— P
oo o5 ceson. WM e

BB LI 2 : EHRCSS5E
R AR T [ERWEDEN  MITHHEEHRCSSE

By reducing cutting Using the latest import carbide rod, it can process

resistance to achieve
on hardness up to 55HRC.
high speed and feeding B

processing. FERAERAEIERS ﬂ#i"l#%l&u#&‘

International tolerance standard h5, tolerance rang:
control at p level accuracy.

RAERTT - KigRS T HEEANNERREE.
Using round flute, improve the shock resistance and
resistance to collapse.

ERAME (#Bas )\ 0@ (=B
Applicable for ‘Aluminum’ S Coppery” LRlastic

SBFAEREA 2 DIRIMILEE D
' EWB 2000 For Aluminum Ball%lose 2 Flutes Carbide End Mill @ J @

DCE IDCON
| APMX|
LF ! New Amval

HNRE REER

EmmELE Model No

APMX DCON

EWB2010 0.5 1 2 4 50
EWB2015 0.75 1.5 3 4 50
EWB2020 [ ] 1 2 4 4 50
EWB2030 [ 1.5 3 6 4 50
EWB2040 [ 2 4 8 4 50
EWB2050 25 5 10 6 50
EWB2060 [ ] 3 6 12 6 50
EWB2060E1 3 6 12 6 75
EWB2080 4 8 16 8 60
EWB2100 5 10 20 10 75
EWB2100H 5 10 20 10 100
EWB2120 6

The Cutting Data For EWB 2000 Series

EWB 20005 U8 #=ius =

t}] éu.u
E1E (mm) Shank 4 6 8 10 12 Cutting depth
#53% n (min) 6400 | 4300 | 3200 | 2600 | 2200 ae=02RE
ap : BAEIEIEIRE Axial depth of cutting
MEGEE Vi (mm/min) | 235 | 245 | 275 | 275 | 255 ac | EEELIHIRRE Radial depth of cutting
RE : 7JAR R Edge Angle

EWB 2000 — CARBIDE END MILL 5§8ifs%70 | B71



EMB

[ /)
BEEST] ‘3:”5i”® WmEYIHI DA

Ball Nose
IREA 4 SDERIMILERTD
' EMB 4000 4 Flutes Ball l\ﬁse Carbide End Mill

DC DCON

RE APMX LF

IRE

EfREISE Model No

APMX
EMB4010 2 4
EMB4015 0.75 1.5 3 4 50
EMB4020 (] 1 4 4 50
EMB4030 [ ] 1.5 6 4 50
EMB4035 (] 1.75 3.5 7 4 50
EMB4035D6 (] 1.75 3.5 7 6 50
EMB4040 (] 2 4 8 4 50
EMB4040D6 [ ] 2 4 8 6 50
EMB4040E1 (] 2 4 8 4 75
EMB4040H L J 2 4 8 4 100
EMB4045 (] 2.25 4.5 9 6 50
EMB4050 [ ] 25 5 10 6 50
EMB4060 (] 3 6 12 6 50
EMB4060E1 ([ ] 3 6 12 6 75
EMB4060H (] 3 6 12 6 100
@ EMB4070L1175 [ ] 3.5 7 17.5 8 60
EMB4080 ([ ] 4 8 16 8 60
EMB4080E1 ([ ] 4 8 16 8 75
EMB4080H (] 4 8 16 8 100
@ EMB4080M [ ] 4 8 16 8 150
EMB4100 ([ ] 5 10 20 10 75
EMB4100H ([ ] 5 10 20 10 100
EMB4100M (] 5 10 20 10 150
EMB4120 [ ] 6 12 24 12 75
EMB4120H ([ ] 6 12 24 12 100
EMB4120M ([ ] 6 12 24 12 150
EMB4160 (] 8 16 32 16 100
EMB4160M [ ] 8 16 32 16 150
EMB4200 o 10 20 40 20 100

B72 | CARBIDE END MILL §&3i#% /] — EPB 4000
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EMB 4000251 t) i 22 8

Ball Nose
The Cutting Data For EMB 4000 Series

mnnzmg T4 FE)
Material @SIEE] Stainless steel &Rl

E1E (mm) Shank 4 6 8 10 12 16 20
EE5% n (min) 6400 4300 3200 2600 2200 1600 1300
EEREE VI (mm/min) 470 490 550 550 510 450 410

IHUZRE Cutting depth

Iap=0.1RE

ae=0.2RE
ap : BAELHEIRE Axial depth of cutting

ae : {EEIIEIFRRE Radial depth of cutting
RE : 7JAR R Edge Angle

EMB 4000 — CARBIDE END MILL §&§fifs%0 | B73



DMB

[ /)
pid €°2 CHEIN 5594 7 =

Ball Nose
IREA 2 DERIMILERTD
' DMB 2000 2 Flutes Ball l\iL:se Carbide End Mill @ v’ @ @
DC DCON
B
APMX
RE '—" LF
D > > >
lew Spel:lﬂl:atlon Arrival

IRE

IHIER
ESRELEE Model No

APMX

DMB2030

DMB2030D6 ([ ] 1.5 3 6 6 50
DMB2040 [ 2 4 8 4 50
DMB2045 [ 2.25 4.5 9 6 50
DMB2050 [} 2.5 5 10 6 50
DMB2060 ([ ] 3 6 12 6 50
DMB2070 [} 3.5 7 14 8 60
DMB2080 ([ 4 8 16 8 60
DMB2090 [ ) 4.5 9 18 10 75
DMB2100 ([ ] 10 20 10 75
DMB2120 [ 12 24 12 75

IREA 2 ERIMILERTD
' DPB 2000 2 Flutes Ball l\ﬁse Carbide End Mill @ v’ @ @
DC DCON
e

RE M LF _

EREER Model No

DPB2060 [ 3 6 12 6 50
DPB2060H [ ] 3 6 12 6 100
DPB2100H o 5) 10 20 10 100

DMB 2000 - DPB 2000251 )2 %4

The Cutting Data For DMB 2000 + DPB 2000 Series

WINTHME ki1 B AR
Material QEIEE] Stalnless steel &L Iron Alloy Steel Carbon Steel

LIHIREE Cutting depth

Iap=0.1 RE

B (mm) Shank 4 6 8 10 12 16 20

#83% n (min) 6400 | 4300 | 3200 | 2600 |2200 |1600 | 1300

ae=0.2RE

SERGRE VI (mm/min)| 235 | 245 | 275 | 275 | 255 | 230 | 205

ap : BHEIIIBEIRE Axial depth of cutting
ac : fREIEIERE Radial depth of cutting
RE : 7JAR R Edge Angle

B74 | CARBIDE END MILL §&3i#%]) — EPB 4000
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Long-necked ball nose end mill

' DWB 2000L2 SEFRIAIRGR 2 OSRIMILEET)

For Aluminum Long Neck Ball Nose
2 Flutes Carbide End Mill

DN

DC% # DCON
RE :[QEMX
EERE —J
High-step LF
molds
I Bevel /¥.ﬁNew A-rrtlval @ @ @
HIER | IRE | HHES BE  |IERARE| SERR
EfRELSE Model No
DCON
DWB2010L204 [ ] 0.5 1 0.8 4 0.95 4 50
DWB2010L206 [} 0.5 1 0.8 4 0.95 6 50
DWB2010L208 [ J 0.5 1 0.8 4 0.95 8 50

DWB 2000L2 2 51 ) i§1 22 8

The Cutting Data For DWB 2000L2 Series

Material Aluminum Copper Plastic

&8 (mm) Shank 4 4IEEE Cutting depth
#3 n (min) 10500 [Tap=0.1RE
ERREE VF (mm/min) 1260 on

ap : BHEIIHIRE Axial depth of cutting
ac : fREILIEIFERE Radial depth of cutting
RE : 7JAR R Edge Angle

DWB 2000L2— CARBIDE END MILL §&§@i#$%70 |
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PA-DPB series

SEIEEIRSET]

Arc Ball Carbide End Mill

EFGEAE - R - SRk
nf Y EEHRC55°~60° RE2
Brand New Titanium material, high wear e

resistance, high toughness cutting machinable HEHEE
obtain to HRC55°~60°. FRFE30 345

] Helix angle
@Dﬂﬁﬂ]%h":ﬁﬁf% N ﬁ%ﬁﬁmﬂﬁkﬂ 30° design.
Imported Five-axis machine for grinding carbide arc
ball tools.

REESEE - EMXBITNFRNT - BRRSMIWE
KREMIHEERTEMISH « SEMIKAE -

To provide more axial depth cutting, and have processing
area increased effectively, effectively enhancing processing
efficiency, surface roughness and tool life, and saving
processing costs, all having excellent performance.

PEEL ~ skl 55 B
S T It 28 IR
It is the best tool for molds, aerospace aboliciling

joal
turbine blades and impeller on Five-axis %ﬂgiﬁﬁﬁﬁiﬂg
machining.

increased effectively!!!
AR ETITIEEE
FEM7#ESRE » SESEMT
HEIEFAIRIR
BEEH - KBEMT -
It also has excellence
performance in aluminum allo
and high temperature alloy
based on different
geometric blades design,

and suitable for medium RS E GIDN PN o P O E SN -2

and h.lg.h—preC|S|on Special arc-shaped chip flute, chip removal performance
machining. is smoother.

| CARBIDE END MILL §&3fii5%70 — PA



@ CHain®Echaintool cutting tools PA.DPB

BB

Barrel Tungsten

SSSME R
' PA'DPB Barrel Tuur?—;sten Carbide End Mill @ v’@@

RE2

DC| A DCON
APMX

LF

IHERE | 7RE | RNER | fERR

ERESE Model No

DC APMX
PA-DPB4060L1140R45 [ J 1 45 6 14 6 50
PA-DPB4060L1205R100 [ ] 1 100 6 20.5 6 50
PA-DPB6060L1140R45 [ 1 45 6 14 6 50
PA-DPB4080L1160R45 1.5 45 8 16 8 60
PA-DPB4080L1220R95 1.5 95 8 22 8 60
PA-DPB6080L1160R45 1.5 45 8 16 8 60

PA-DPB4100L1245R90 2 90 10 24.5 10 75
PA-DPB6100L1165R40 2 40 10 16.5 10 75
PA-DPB6100L1175R40 2 40 10 17.5 10 75
PA-DPB4120L1270R85 2 85 12 27 12 75
PA-DPB6120L1185R40 () 2 40 12 18.5 12 75

o OO A O BA PHA OO DD

PA-DPBZ U] 8

The Cutting Data For PA-DPB Series
wWNIME s Tk 8
VEUCIR Alloy Steel 4 Carbon Steel

TR R Angle 1 15 2 Diaﬂf{fﬁgjmg 6 8 10 12

$85% n (min) 9500 6400 4800 $45& n (min) 9500 | 7200 | 5700 | 4800
EREE VI HEREE VI

(mm/min) (mm/min)

3000 2000 2300 5200 3900 3100 2600

| o4 k1IN TEREESE LEE Comparison of the machining area range of parabolic milling

F— / MBI EEER
AHEFTMALIR The range of machining
BYMI - planing is limited.

The range of machining
planing is larger, can
efficiently process larger
depth of cut.

PA-DPB—CARBIDE END MILL s&i@i%st0 |  B77



EPU

[ )
ARE7] ‘35Hail7® mEE A DA

Inner Radins

260" AR A 4 DIRIMILEED
' EPU 4OOOL1 260° Inner Radius 4 #utes Carbide End Mill @ v’ @@
DN
260° DCT DCON
e
»4A MX
RE LU
LF

YTY

IHIER RHER |TERARE| FE2R

EMESR Model No

EPU4020L1016L204 [ 1 2 1.5 1.63 4 4 50
EPU4030L 10241206 1.5 3 2.3 2.46 4 6 50
EPU4040L1033L208 [ 2 4 3 3.3 4 8 50
EPU4050L1041L210 [ ] 25 5 3.65 4.1 6 10 50
EPU4060L1049L212 [ 3 6 4.6 4.93 6 12 50
EPU4080L1065L216 [ ] 4 8 5.9 6.58 8 16 60
EPU4100L1082L.220 [ 5 10 7.6 8.22 10 20 75
EPU4120L1098L224 [ ] 6 12 9.2 9.86 12 24 75
EPU4120L1100L221 6 12 9.2 10 12 21 75
EPU4160L1133L232 8 16 12.2 13.37 16 32 100
EPU 4000L1 R %) HI 228

The Cutting Data For EPU 4000 Series
WINIHME s i 80
Material GQUOASIEEY QoL SISIEE)

JJAR RAngle 1 1.5 2 25 3 4 5 6 8

#85% n (min) 12700 | 8500 | 6400 | 5100 | 4300 | 3200 | 2600 | 2200 | 1600

EHREE VI (mm/min) 450 450 470 470 490 500 550 510 450

YR E Cutting depth

ae=0.2RE

ap=0.1RE

ap : BEILIAEIRRE Axial depth of cutting
ae : fEEHIFRE Radial depth of cutting
RE : 7JAR R Edge Angle

B78 | CARBIDE END MILL §§3fi%/] — EPU 4000L1
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Q CHain Echaintool cutting tools EE7
RIBRIER 2 TJSRIMIIEET)

' DMR ZOOOROOLZ Long NecTZ Flutes é)rner Radius Carbide End Mill @ v’ @ @

Coner Radius
DC]; DCON
 APMX

NelNLiNg

HHIE® NNRE WEERE | IERRE | EE2RR
ES 7% Model No & 1%

DC

DMR2030R02L207 0.2 3 3 4 7.5 50
DMR2030R05L207 0.5 3 3 4 7.5 50
DMR2040R02L210 0.2 4 4 4 10 50
DMR2040R05L210 0.5 4 4 4 10 50
DMR2060R02L215 0.2 6 6 6 15 50
DMR2060R05L215 0.5 6 6 6 15 50
DMR2060R10L215 1 6 6 6 15 50
DMR2080R05L220 0.5 8 10 8 20 60
DMR2080R10L220 1 8 10 8 20 60
DMR2100R05L225 0.5 10 12 10 25 75
DMR2100R10L225 1 10 12 10 25 75
DMR2120R05L230 0.5 12 14 12 30 75
DMR2120R10L230 1 12 14 12 30 75

DMR 2000R00L2 2% U] i1 22 8

The Cutting Data For DMR 2000R00L2 Series

WINTHE i) TSR 5l

Material Stainless steel
EH & (mm) Shank 4 6 8 10 12
#@i% n (min) 6400 4300 3200 2600 2200

SEFSEE VI (mm/min) 260 280 285 270 270

DMR 2000R00L2— CARBIDE END MILL §&§fifgx0 | B79
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DMR &2 CHBIM = 9475

B 2 DRIMILEED
' DMR 2000R00 2 I?I'thes Corn# Radius Carbide End Mill @ v’@
DC DCON
7 APMX
RE LF

D ¥ S

HHIER IRE
EfRELSE Model No

APMX

DMR2010R02 ° 0.2 1 25 4 50
@  DMR2010R02E1D6 ° 0.2 1 25 6 75
DMR2015R02 ° 0.2 15 | 375 4 50
DMR2015R02E1D6 ° 0.2 15 | 375 6 75
DMR2020R02 ° 0.2 2 5 4 50
DMR2020R05 ° 05 2 5 4 50
DMR2020R05E1D6 ° 05 2 5 6 75
DMR2025R02 ° 0.2 25 | 625 4 50
DMR2030R02 ° 0.2 3 75 4 50
DMR2030R02E1 ° 0.2 3 75 4 75
DMR2030R05 ° 05 3 75 4 50
DMR2030R05E1 ° 05 3 75 4 75
DMR2030R10 ° 1 3 75 4 50
@  DMR2030R10D6 ° 1 3 75 6 50
DMR2030R10E ° 1 3 75 4 75
DMR2040R02 ° 0.2 4 10 4 50
DMR2040R02E 1 ° 0.2 4 10 4 75
DMR2040R02H ° 0.2 4 10 4 100
DMR2040R05 ° 05 4 10 4 50
DMR2040R05E1 ° 05 4 10 4 75
DMR2040R05H ° 05 4 10 4 100
DMR2040R10 ° 1 4 10 4 50
DMR2040R10E1 ° 1 4 10 4 75
DMR2040R10H ° 1 4 10 4 100
@  DMR2040R15D6 ° 15 4 10 6 50
DMR2060R02 ° 0.2 6 15 6 50
DMR2060R02E 1 ° 0.2 6 15 6 75
DMR2060R02H ° 0.2 6 15 6 100
DMR2060R05 ° 05 6 15 6 50
DMR2060RO05E1 ° 05 6 15 6 75
DMR2060RO05H ° 05 6 15 6 100
DMR2060R10 ° 1 6 15 6 50
DMR2060R10E1 ° 1 6 15 6 75

¥ 5 TH - X Continued on next page.
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IHIER NRE REER

EREEE Model No

DC APMX DCON

DMR2060R10H [} 1 6 15 6 100
@  DpwmR2060R20 ° 2 6 15 6 50
DMR2080R05 [} 0.5 8 20 8 60
DMR2080R05E1 [ 0.5 8 20 8 75
DMR2080R05H [} 0.5 8 20 8 100
DMR2080R10 [} 1 8 20 8 60
DMR2080R10E1 [} 1 8 20 8 75
DMR2080R10H [ 1 8 20 8 100
DMR2100R05 [} 0.5 10 25 10 7%
DMR2100R05H [} 0.5 10 25 10 100
DMR2100R10 [} 1 10 25 10 75
DMR2100R10H [ 1 10 25 10 100
DMR2120R05 [} 0.5 12 30 12 7%
DMR2120R05H [} 0.5 12 30 12 100
DMR2120R10 [} 1 12 30 12 75
DMR2120R10H o 1 12 30 12 100

DMR 2000R00 21| t] i1 22 8

The Cutting Data For DMR 2000R00 Series

Material @SIEE] Stainless steel (Rl

EH1& (mm) Shank 4 6 8 10 12
55 n (min) 6400 4300 3200 2600 2200
AR EEE V (mm/min) 260 280 285 270 270

DMR 2000R00— CARBIDE END MILL §§§fifsx0 | BS81
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B 4 DIRMIIEETD
' DMR 4000R00 4 F;Iiutes Cornéﬁ Radius Carbide End Mill @ v’@
RE,
FA~NE—
DC DCON

TIHIER NRE

EfRELSE Model No

APMX
DMR4010R02 ° 0.2 1 25 4 50
DMR4010R02L103 ° 0.2 1 3 4 50
DMR4015R02 ° 0.2 15 | 375 4 50
DMR4015R02L104 ° 0.2 15 4 4 50
@  omrao15R05 ° 0.5 15 3.75 4 50
DMR4020R02 ° 0.2 2 5 4 50
DMR4020R02L106 ° 0.2 2 6 4 50
DMR4020R05 ° 0.5 2 5 4 50
DMRA4020R05L 106 ° 05 2 6 4 50
DMR4025R02 ° 0.2 25 | 625 4 50
DMRA4030R02 ° 0.2 3 75 4 50
DMR4030R02L106 ° 0.2 3 6 4 50
DMRA4030R02L108 ° 0.2 3 8 4 50
DMR4030R02E1 ° 0.2 3 75 4 75
DMRA4030R05 ° 0.5 3 75 4 50
DMR4030R05L 108 ° 05 3 8 4 50
@  DpwmR4030R05D3 ° 05 3 75 3 50
DMRA030ROS5E 05 3 75 4 75
DMRA4030R05E 1D6 ° 0.5 3 75 6 75
DMR4030R10 ° 1 3 75 4 50
DMR4030R10D6 ° 1 3 75 6 50
DMR4030R10E1 1 3 75 4 75
DMRA4040R02 ° 0.2 4 10 4 50
DMRA4040R02E1 ° 0.2 4 10 4 75
DMR4040R02H ° 0.2 4 10 4 100
DMR4040R05 ° 05 4 10 4 50
DMRA4040R05E1 ° 0.5 4 10 4 75
DMR4040R0SE1D6 ° 0.5 4 10 6 75
DMRA4040R05H ° 05 4 10 4 100
DMR4040R10 ° 1 4 10 4 50
DMRA4040R10E1 ° 1 4 10 4 75
DMR4040R10H 1 4 10 4 100
DMR4040R15 ) 15 4 10 4 50

X FEETHE- % Continued on next page.
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EREEE Model No

DC APMX

(%)

000 O

DMR4050R05 ° 0.5 5 12,5 6 50
@  DMR4050R10 1 5 125 6 50
DMR4060R02 ° 0.2 6 15 6 50
DMR4060R02E1 0.2 6 15 6 75
DMR4060R02H ° 0.2 6 15 6 100
DMR4060R05 ° 0.5 6 15 6 50
DMRA4060R05E1 ° 0.5 6 15 6 75
DMR4060RO5L110E 1 ° 0.5 6 10 6 75
DMR4060RO05H ° 0.5 6 15 6 100
DMR4060R10 ° 1 6 15 6 50
DMR4060R10E1 ° 1 6 15 6 75
DMR4060R10H ° 1 6 15 6 100
DMR4060R15 ° 15 6 15 6 50
DMR4060R20 ° 2 6 15 6 50
DMR4070R05 ° 0.5 7 17.5 8 60
DMR408OR02 ° 0.2 8 20 8 60
DMR4080R03 ° 0.3 8 20 8 60
DMR4080R05 ° 0.5 8 20 8 60
DMR4080R05E1 ° 0.5 8 20 8 75
DMR4080R05H ° 0.5 8 20 8 100
DMR4080R10 ° 1 8 20 8 60
DMR4080R10E1 ° 1 8 20 8 75
DMR4080R10H ° 1 8 20 8 100
DMR408OR15 ° 15 8 20 8 60
DMR4080R20 ° 2 8 20 8 60
DMR4100R02 ° 0.2 10 25 10 75
DMR4100R05 ° 0.5 10 25 10 75
DMR4100R05H ° 0.5 10 25 10 100
DMR4100R10 ° 1 10 25 10 75
DMR4100R10H ° 1 10 25 10 100
DMR4100R15 ° 15 10 25 10 75
DMR4100R20 ° 2 10 25 10 75
@  DMR4100R30 ° 3 10 25 10 75
DMR4120R05 ° 0.5 12 30 12 75
DMR4120R05H ° 0.5 12 30 12 100
DMR4120R10 ° 1 12 30 12 75
DMR4120R10H ° 1 12 30 12 100
DMR4120R15 ° 15 12 30 12 75
DMR4120R20 ° 2 12 30 12 75
@ DVR4160R10 ° 1 16 40 16 100

DMR 4000R00— CARBIDE END MILL §§3fifsx0 | B83
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Coner Radius

DMR 4000R00 2 %1 Y] i 2285

The Cutting Data For DMR 4000R00 Series

%EBDIHE T4 FE)
Material @SIEE Stainless steel (Rl

E1& (mm) Shank 4 6 8 10 12 16
& n (min) 6400 4300 3200 2600 2200 1600
SEXRERE VF (mm/min) 520 560 570 540 540 400

B84 | CARBIDE END MILL §&§3fii$%/) — DMR 4000R00



ETEET TRERR IR
Special design for protecting end mill tip

=] B3 - . -
6 JJEIS K5Ik ]
6 Flutes Rounded Land Carbide End Mill

SRENIERT]  eREMTEREENIES - fEkE
RATEERSS - BPTEEESNEGE - EHHRERE -

SME - SEHHE - T SEEHRC55 ~60 @ EEER e R A5
MIRE - BRUEFIEEBRRERE - Helix{anglelof/453 degrees

Special coating for alloy steel, carbon steel, special tools for high-precision machining
high stability can effectively reduce machining vibration, good seismic resistance, enhance tool life,

brand new titanium coating, high wear resistance, high toughness material, Processing for high hardness HRC55~60".
excellent machined surface, effectively control efficiency and stability of chip removal.

6 DBBIHMIIEED
' GPR 6000R00 6 Flutes Roun‘::lLed Land Carbide End Mill @ v) @@
DC DCON
B
RE APMX ‘
LF

EmB5E Model No

GPR6060R02 6
GPR6060R05 05 6 15 6 50
GPR6060R10 1 6 15 6 50
GPR6080R05 0.5 8 20 8 60
GPR608OR10 ° 1 8 20 8 60
GPR6100R05 05 10 25 10 75
GPR6100R10 ° 1 10 25 10 75
GPR6120R05 0.5 12 30 12 75
GPR6120R10 1 12 30 12 75
GPR6160R05 ° 05 16 40 16 100
GPR6160R10 1 16 40 16 100
GPR6160R20 2 16 40 16 100
GPR6200R05 0.5 20 50 20 100
GPR6200R10 1 20 50 20 100
GPR6200R20 2 20 50 20 100

GPR 6000RO0ZFIVJHIZREL  swmTre

The Cutting Data For GPR 6000R00 Series ~ Material GASEEY QEILEIISICT]

E& (mm) Shank 6 8 10 12 16 20
3 n (min) 4250 3200 2550 2200 1600 1300
SRR VI (mm/min) 510 580 610 660 580 580

GPR 6000R00— CARBIDE END MILL §&3®i#$%70 |
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b
=
N LIy
IS 553 B M0 (RIS AR 4 I SR8 77
Round Land Unequal Division Unequal Helix High Feed 4 Flutes Corner Radius Carbide End Mill
FRATETRE « THIRE35°/38 5251 - TETHEAME] - AEERERANIR
Unequal division & unequal helix 35/38 design. Can be used for high feed milling,
can adapt to larger cutting depths.

HRERSEER - EAREIIEIM « AATERME FARBRINITRRMRE
RAMSE - WERE  RETSLHEE NASBER  BARENE

Special titanium coating, suitable for difficult-to-cut ~ Excellent performance in trochoidal

materials and aerospace parts. Improved high machining.
temperature resistance and wear resistance, the Enlarged chip flute design for improved
surface is not easy to stick to metal. chip removal efficiency.

BEBREDB TSRS 4 DEBEMInHED
' SUH'FYR 4000R00 Round Land Unequal E;:/)igionn Unequal HIeI?THigh Feed @ v"

B1° 4 Flutes Corner Radius Carbide End Mill

—
B2° DCL DCON

RE
APMX LF

FERE

1
Unequal Division TERIE o o @) B i
B1° # B2° Unequal Spiral A1 # A2 h Nar vl

EREEE Model No

DC APMX
SUH-FYR4040R05 ° 05 4 10 4 50
SUH-FYR4040R10 1 4 10 4 50
SUH-FYR4060R05 ° 0.5 6 15 6 50
g SUH-FYR4060R10 1 6 15 6 50
SUH-FYR4060R15 15 6 15 6 50
SUH-FYR4080R05 ° 05 8 20 8 60
SUH-FYR4080R10 1 8 20 8 60
SUH-FYR4080RO05E1 05 8 20 8 75
SUH-FYR4080R10E1 1 8 20 8 75
SUH-FYR4080R15 15 8 20 8 60
SUH-FYR4080R20 2 8 20 8 60
SUH-FYR4100R05 ° 0.5 10 25 10 75
SUH-FYR4100R05H 05 10 25 10 100
SUH-FYR4100R10 1 10 25 10 75
SUH-FYR4100R15 15 10 25 10 75
SUH-FYR4100R20 2 10 25 10 75
SUH-FYR4120R05 ° 05 12 30 12 75
§ SUH-FYR4120R10 1 12 30 12 75
SUH-FYR4160R05 ° 0.5 16 48 16 100
SUH-FYR 4000R00Z %1 Y) i 228 The Cutting Data For SUH-FYR 4000R00 Series
75 HE Material
EfE (mm) Shank | 4 6 8 | 10 | 12 4 6 8 | 10 | 12

E&5% n (min) 3100 | 2100 | 1600 | 1250 | 1050 4700 [ 3150 | 2350 [1900 |1600

EIREE Vf (mm/min)| 620 | 420 | 320 | 250 | 210 940 | 630 | 470 | 380 | 320

| CARBIDE END MILL §§3i#% /) — SUH-FYR 4000R00



AEDE ~ 1FRIEIEES

Unequal Division & Unequal Helix Angle without rounded Land

BI& 4 7)i5Minit/]

4 Flutes Corner Radius Carbide End Mill

AEAZAFNRESHRESIN TR

Unequal division is beneficial to enhance seismic performance for high-speed feed.

AEFREAFRFEI TR

Unequal helix angle prevents tipping for high-speed processing.

FRARIEA35°/38° AT » FENDE ~ TERIEESHT] - aTERIEIIN T FREENES)
WA TNEREENERE  ERERENNIRE @ A IAEERARESS

Helix angle 35°/38° design, it can avoid the cutting vibration pattern effectively and reduce crumbling on workpiece
due to vibration with high quality machining surfaces and enhancing tool life.

A -
o[{REEISRTITIR YFFRERET
E
Special design, it can o {REEZTITIR
protect the top of Radius tip. Special design, it can
35° protect the top of Radius tip.

TERE
Unequal Splral O 35° O 35°
A1 e Tl
Unequal Spiral

380 A1°F= AZ° 38°
B1°
B2°

FEHE FEHE

Unequal Division Unequal Division

B1°= B2 B1° = B2°

VN

IPEHEEMR¥4000R00, PH-FPR| 4000R00 PH-FER 4000R00

»~ a

ZHFPR » FERGIIE - W@t

T i EEHRC55°~65° -

New FPR vs FER series with high abrasion
resistance, High ductility material HRC55°~65°.

FPH-FMR 4000R00 » PH-FPR 4000R00 « PH-FER 4000R00—CARBIDE END MILL §&§fifsk0 | B87
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Coner Radius

REDERZRIEIFEE 4 DB RHMiRSET
' PH'FMR 4000ROO Unequal Division & Unequal HeiAnngithout @ v’@

rounded Land 4 Flutes Corner Radius Carbide End Mill

\B I N con

Uneaual D -~
nequal Division Unequal Splral A1° A2° ,¥/f)ﬁ
o1 A= B2

7IAER HHIER IRE HER BERR
EfRELSE Model No

DC APMX

PH-FMR4040R05 ([ ] 0.5 4 10 4 50
PH-FMR4040R10 ® 1 4 10 4 50
PH-FMR4040R10D6 [ ] 1 4 10 6 50
PH-FMR4050R05 [ ] 0.5 5 12.5 6 50
PH-FMR4060R05 [ 0.5 6 15 6 50
PH-FMR4060R10 ® 1 6 15 6 50
PH-FMR4080R05 [ ] 0.5 8 20 8 60
PH-FMR4080R10 [ ] 1 8 20 8 60
PH-FMR4080R30 [ 3 8 20 8 60
PH-FMR4100R05 ® 0.5 10 25 10 75
PH-FMR4100R05L130 [} 0.5 10 30 10 75
PH-FMR4100R05H [ 0.5 10 25 10 100
PH-FMR4100R08 [ 0.8 10 25 10 75
PH-FMR4100R10 ® 1 10 25 10 75
PH-FMR4120R05 [} 0.5 12 30 12 75
PH-FMR4120R08L136 [ 0.8 12 36 12 75
PH-FMR4120R10 [ 12 30 12 7%
PH-FMR4120R30 ® 3 12 30 12 75
PH-FMR4160R05 0.5 16 48 16 100

PH-FMR 4000R00 251 V) i1 22 8

The Cutting Data For PH-FMR 4000R00 Series

Material @SIEE] Stainless steel Cast Iron

E1E (mm) Shank 4 6 8 10 12
E55& n (min) 6400 4300 3200 2600 2200
SERREE VI (mm/min) 520 560 570 540 540

BSS8 | CARBIDE END MILL §&3fi%/]) — PH-FMR 4000R00
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@ EHain Echaintool cutting tools

Coner Radius

REDEREFRITIFEE 4 DBERHMiRRETD
' PH'FER 4000R00 Unequal Division & Unequal Hei:Anngithout @ v’@@

rounded Land 4 Flutes Corner Radius Carbide End Mill

B1° Ao A2
DCI \ DCON
b

B2 RE APMX
FERE !
Nisi FERIE
Unequal Division Unequal Spiral A1o# A2° @) 22
o174 67

7AER HIERE IRE HER RERR

LF

EfRELSE Model No

DC APMX
PH-FER4040R05 0.5 4 10 4 50
PH-FER4040R10 1 4 10 4 50
PH-FER4060R05 0.5 6 15 6 50
PH-FER4060R10 [ J 1 6 15 6 50
PH-FER4060R15 [ ] 115 6 15 6 50
PH-FER4080R05 [ J 0.5 8 20 8 60
PH-FER4080R10 1 8 20 8 60
PH-FER4080R15 [ J 1.5 8 20 8 60
PH-FER4080R20 [ J 8 20 8 60
PH-FEP4080R30 3 8 20 8 60
PH-FER4100R05 0.5 10 25 10 75
PH-FER4100R10 1 10 25 10 75
PH-FER4100R15 114 10 25 10 75
PH-FER4100R20 2 10 25 10 75
PH-FER4120R05 0.5 12 30 12 75
PH-FER4120R10 12 30 12 75
PH-FER4120R30 3 12 30 12 75
PH-FER 4000R00 251 t) 51 22 8
The Cutting Data For PH-FER 4000R00 Series
WITHE T
VEYCI Alloy Steel 4 Carbon Steel
E1E (mm) Shank 4 6 8 10 12
EE& n (min) 6400 4300 3200 2600 2200
SRSV (mm/min) 520 560 570 540 540

PH-FER 4000R00—CARBIDE END MILL §&8/ii8%70 | B89
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Coner Radius

REDEREFRIEIFEE 4 DBERHMiRRTD
' PH'FPR 4000R00 Unequal Division & Unequal Hei:Anngwithout @ v’@@

rounded Land 4 Flutes Corner Radius Carbide End Mill
B1° . A2

A1l
DCI \\ DCON
B2 el AaPmx
TERE

LF
|
Unequal Division TEIRTE

Unequal Spiral A1° # A2° ©)
B1° = B2’ (I FTA R Lt

7AER HIERE IRE RERERE RERR

ERELSR Model No = —

DC APMX

@ PH-FPR4030R10D6 [ ] 1 3 73 6 50
PH-FPR4040R05 [ J 0.5 4 10 4 50
PH-FPR4040R10 o 1 4 10 4 50

@ PH-FPR4050R05 0.5 5 125 6 50
PH-FPR4060R05 [ ] 0.5 6 15 6 50
PH-FPR4060R10 [ J 1 6 15 6 50

@ PH-FPR4060R15 o 1.5 6 15 6 50
PH-FPR4080R05 [ ) 0.5 8 20 8 60

@ PH-FPR4080R05E1 [ ] 0.5 8 20 8 "5
PH-FPR4080R10 [ J 1 8 20 8 60
PH-FPR4080R10E1 o 1 8 20 8 75
PH-FPR4080R15 [ ) 1.5 8 20 8 60
PH-FPR4080R20 [ ] 2 8 20 8 60
PH-FPR4100R05 [ J 0.5 10 25 10 75
PH-FPR4100R05H o 0.5 10 25 10 100
PH-FPR4100R05L130 [ ) 0.5 10 30 10 75
PH-FPR4100R10 [ ] 1 10 25 10 [5]
PH-FPR4100R10L130 [ J 1 10 30 10 75
PH-FPR4100R15 o 1.5 10 25 10 75
PH-FPR4100R20 [ ) 10 25 10 75
PH-FPR4100R20L130 [ ] 2 10 30 10 5]
PH-FPR4120R05 [ J 0.5 12 30 12 75
PH-FPR4120R10 [ ] 12 30 12 75

@ PH-FPR4120R20 [ ) 12 30 12 75
PH-FPR4120R30L136 [ 3 12 36 12 75

PH-FPR 4000R00% 51 4] 22 85
The Cutting Data For PH-FPR 4000R00 Series
jr%Zﬂl[\lllftagriﬁi Cargﬁénﬁgteel
E & (mm) Shank 8 4 6 8 10 12
B3 n (min) 8500 6400 4300 3200 2600 2200
SELLERE VE (mm/min) 680 520 560 570 540 540

B90 | CARBIDE END MILL §&3fi8%/]) — PH-FPR 4000R00
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Unequal Division

B1° = B2°

EESRELER Model No

PH-FPC 4000C00 @D @@ D HS

\WAN
4 Flute C corner
Carbide End Mill QAsS

HFIRERET Special design o {RECHTIR

It can protect the top of C corner tip

RFFPCHHIE - HEMEHME ATIIHBEHRC55 ~60°
New FPC With High Abrasion Resistance
High ductility material HRC55°~60°

MELH CARTEMIER  BRIISEERTEENE
MEMNE - L 7ERESNEGEE - BERRMIRE
JIRMTIEH -

Meet the processing requirements of workpiece C corner forming
the unequal split design can effectively suppress the vibration
caused by high speed feed reduce tool breakage due to vibration
conducive to high quality machining surfaces and improved tool life.

ERERER

For the particular coating with

e

&4 Alloy Steel fix #f caron Steel

DCON

IRE

D S
. o &

APMX

PH-FPC4030C01L108 ° 0.1 3 8 3 50
PH-FPC4040C015 ™ 0.15 4 10 4 50
PH-FPC4060C02 0.2 6 15 6 50
PH-FPC4080C02 ° 0.2 8 20 8 60
PH-FPC4080C02E1 ° 0.2 8 20 8 75
PH-FPC4100C02 ° 0.2 10 25 10 75
PH-FPC4100C03 ° 0.3 10 25 10 75
PH-FPC4100C03L130 0.3 10 30 10 75
PH-FPC4100C03L136 0.3 10 36 10 75
PH-FPC4120C035 0.35 12 30 12 75
PH-FPC 4000CO0R 5 IFIZ2 % wmms
The Cutting Data For PH-FPC 4000C00 Series Material \GUASEEY EEIISICE]
Ef& (mm) Shank 4 6 8 10 12
&% n (min) 6400 4300 3200 2600 2200
SESEE VI (mm/min) 520 560 570 540 540

PH-FPC 4000C00—CARBIDE END MILL §58®i#8%70 | B91



EFA#4ES Processing on

AR
Stainless Steel Cast Iron
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DC-DMC

® DR-DM
@ c”ain Echaintool cutting tools ) C

Chamfer
2 SREMERIR
' DT'DMC 2000 2 Fluﬁl'es Fﬁsinoning Drill @ v) @ @
\%; DC DCON

APMX L
D e

IIHIERE HNRE RERERE BERR

EREEE Model No
APMX

DT-DMC2030
DT-DMC2040
DT-DMC2050
DT-DMC2060
DT-DMC2080
DT-DMC2100
DT-DMC2120
DT-DMC2160
DT-DMC2200

I DC-DMC 2000 :Z8szes o T Y [ R 130 )
9@0“ DT DCON

|
@@@@

APMX
LF

THIER HNRE
ERESE Model No

DC APMX
DC-DMC2030 [ 3 10 3 50
DC-DMC2040 [ J 4 12 4 50
DC-DMC2040E1 [ J 4 12 4 75
DC-DMC2050 [ ] 5 20 5 50
@ DC-DMC2050E1 5 20 5 75
DC-DMC2060 [ J 6 20 6 50
@ DC-DMC2060H 6 20 6 100
DC-DMC2080 [ ] 8 25 8 60
@ DC-DMC2080H 8 25 8 100
DC-DMC2100 [ 10 25 10 75
@ DC-DMC2100H 10 25 10 100
DC-DMC2120 [ 12 30 12 75
@ DC-DMC2120H 12 30 12 100
DC-DMC2160 [ 16 35 16 100
@ DC-DMC2160M 16 35 16 150
DC-DMC2200 20 40 20 100

DT-DMC 2000 « DC-DMC 2000 — CARBIDE END MILL §58/ii#8%70 | B93



DR-DMC

[ 7~
Pt €22 CHBII 5947 5

Chamfer
2 JSREMERIE ’
' DR'DMC 2000 2 Flutes I%Js_\Lﬁoning Drill @ @@

DC DCON

|
et \NSINSING

IIHIER HNRE

ER 5 Model No &
DC APMX
DR-DMC2030 ° 3 10 3 50
DR-DMC2040 ° 4 12 4 50
@®  DRDMC2040E1 4 12 4 75
DR-DMC2050 ° 5 20 5 50
@  DR-DMC2050E1 5 20 5 75
DR-DMC2060 ° 6 20 6 50
®  broOMC2060H 6 20 6 100
DR-DMC2080 ° 8 25 8 60
@©  broOMC2080H 8 25 8 100
DR-DMC2100 ° 10 25 10 75
@  oroOMC2100H 10 25 10 100
DR-DMC2120 ° 12 30 12 75
@  DRDMC2120H 12 30 12 100
DR-DMC2160 ° 16 35 16 100
@®  DbroDMC2160M 16 35 16 150
DR-DMC2200 ® 20 40 20 100

DT-DMC 2000 - DC-DMC 2000 + DR-DMC 2000251 i) i 22 8

The Cutting Data For DT-DMC 2000 » DC-DMC 2000 + DR-DMC 2000 Series

Material @SIELE] Stainless steel (eEE ()

B (mm) Shank 3 4 5 6 8 10 12 16 20
#85% n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100
SEASEREE VF (mm/min) 300 220 180 150 120 90 80 60 45

B94 | CARBIDE END MILL §&3fi$%/]) — DR-DMC 2000



90° 120°
DC-DMM \Q/ \O/ DR-DMM

series series

P = A il Fe f%ﬂﬂ% gﬂglritr)]i%e Drill

2FIutes Positioning Side

;EHEJME Processing on Staijrﬁéﬂ;ﬂsﬂteel Ciit ii%n

$RAEMA30 55t - NCHREAERH
EANEAR - ERETRISMI

Helix angle 30" design, positioning drill, -
rilling and chamfering tool for NC milling WAMS T i HERH
Chamfer Of Position Chamfer Incline

machine, side milling is also available. Rounding Hole Processing Side Milling

DC-DMM 2000 « DR-DMM 2000 — CARBIDE END MILL §§3fi8%0 | B95



DC-DMM
R-

DR-DMM
P @Eﬁaﬂfﬁg@tﬂ‘ama

Chamfer
2 DEATRISEHIME ’
' DC'DMM 2000 2 Fluﬁs_LPosinoning Side Milling Carbide Drill @ @

90° [
DC DCON
\Q/ FMX LF ﬂ‘_l»

L7 Jngndngled

HNRE

IHIERE

EMRESE Model No

APMX

DC-DMM2060
DC-DMM2080
DC-DMM2100
DC-DMM2120
DC-DMM2160
DC-DMM2200

2 DEATRISIHIME
' DR'DMM 2000 2 FIu‘tEes,_LPosinoning Side Milling Carbide Drill @ v’

DC DCON
APMX LF

(72 JNpiNgINg

IIHIERE HNRE RERER BERR

ZES 5 Model No 8 i

APMX
DR-DMM2060
DR-DMM2080
DR-DMM2100
DR-DMM2120
DR-DMM2160
DR-DMM2200

DC-DMM 2000 + DR-DMM 2000251 1) i§1 22 #

The Cutting Data For DC-DMM 2000 » DR-DMM 2000 Series

%ﬁﬂﬂIHE T 4818
Material @SIEE Stainless steel (Rl

E1 (mm) Shank 6 8 10 12 16 20
E3& n (min) 3700 2800 2300 1900 1400 1100
EIEEE VF (mm/min) 150 120 90 80 60 45

B96 | CARBIDE END MILL §&3i#%/]) — DC-DMM 2000 « DR-DMM 2000



2 J)ISHE S

2 Flutes Composite Carbide Positioning Drill

gy S
BHHATEME
12HEMA30 85T - NCEtRERTEME « AlmI8 - Helix angle 30° design,

BAREANNT - ALES -« 88 - BRLEAENnT positioning drill for NC milling
machine chamfering tool apply
for positioning, chamfering,

round hole chamfering.

DR:DWE

{EFAME Processing on B EIRrocessinglon
=i fix 5 5 e 1] e
Alloy Steel Carbon Steel Aluminum Copper Plastic
EH RIS EEISpeciallCoatingifor 1= eI = HECompositeimaterialprocessing

IV S0\ EHYE Yl
i BE RS

2 JSSHMENIE >
DC-DPC 2000 2 Flutes F%)s\itioning Drill MG ‘ 30 Tisin

LD &

‘ THIER ‘ TIRE ‘ REBER ‘

Stock

APMX

SR Model No e
DCON

DC-DPC2030
DC-DPC2040
DC-DPC2040E1
DC-DPC2050
DC-DPC2060
DC-DPC2080
DC-DPC2100
DC-DPC2120
DC-DPC2160
DC-DPC2200

DC-DPC 2000 —CARBIDE END MILL §&fi#is%70 |



DC-DWC

[ 7~
ZIR €22 CHEIN 5175

Chamfer

I DC-DWC 2000 2255z OHADD
\%/ DC DCON
L APMX
LF
NNRE REERE
EREISE Model No
APMX DCON
DC-DWC2030 8
DC-DWC2040 [ J 4 12 4 50
DC-DWC2050 5 20 5} 50
DC-DWC2060 [} 6 20 6 50
DC-DWC2080 [} 8 25 8 60
DC-DWC2100 [ J 10 30 10 75
DC-DWC2160 o 16 35 16 100
2 JJSRMENIHE
I DR-DWC 2000 2789 DOHODD
DC DCON
L APMX

HNRE

E S5 Model No & 1%
APMX

DR-DWC2030 8

DR-DWC2040 4 12 4 50
DR-DWC2050 5 20 5 50
DR-DWC2060 6 20 6 50
DR-DWC2080 8 25 8 60
DR-DWC2100 10 25 10 75
DR-DWC2160 16 85 16 100

DC-DPC 2000 ~» DC-DWC 2000 + DR-DWC 20002 %1 t) 51 22 8

The Cutting Data For DC-DPC 2000 » DC-DWC 2000 » DR-DWC 2000 Series

WINTHME ] fie 80 BEe k] 48R
[VEICUEIR Alloy Steel 4 Carbon Steel Aiuminum Copper Plastic
4

EfE (mm) Shank 3 5 6 8 10 12 16 20
83 n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100
LR Vi (mm/min) 300 220 180 150 120 90 80 60 45

B98 | CARBIDE END MILL §&i#% /) — DC-DWC 2000 « DR-DWC 2000



Axxeﬂ“ﬁ@“%“%

n s

et . a9 “oep . Point angle
€e 905\\'\0“ aision O ction® RiHE140

o \1\(\9'?"8 %\ fu Included angle

er\G“j‘mm{\o“a\ ¢

oot

IRBEAER35 BRE

MHZEER ST fisc
For tiigﬁﬁt'cx'fﬁ Alloy steel A Caron steel
9 Helix angle 35° design

90°TEI IR 3 DRIt
' DCM'EPC 3000 90“%oiition Drill\igIChamfering 3 Flutes Carbide End Mill @ J @ @
DCN
140° - %

\O/ DC|3+ DCON

APMX
|
2D YV
J|

TMEE | gl

LF

NRE REREE BRERR

EREISE Model No &

DCN APMX

DCM-EPC3030 &) 0.6 1.3
DCM-EPC3030E1 3 0.6 1.3 3 75
DCM-EPC3040 4 0.8 1.74 4 50
DCM-EPC3040E1 4 0.8 1.74 4 75
DCM-EPC3060 [} 6 1.2 2.61 6 50
DCM-EPC3060E1 6 1.2 2.61 6 75
DCM-EPC3080 8 1.6 3.49 8 60
DCM-EPC3080H 8 1.6 3.49 8 100
DCM-EPC3100 10 2 4.36 10 75
DCM-EPC3100H 10 2 4.36 10 100
DCM-EPC3120 12 24 5.23 12 75
DCM-EPC3120H 12 2.4 5.23 12 100
DCM-EPC 300025 )51 28  wmrwe
The Cutting Data For DCM-EPC 3000 Series EREIR Alloy Steel 4 Carbon Steel
E1& (mm) Shank 8 4 6 8 10 12
#83% n (min) 7400 5500 3700 2800 2300 1900
SR VF (mm/min) 450 330 225 180 135 120

DCM-EPC 3000 — CARBIDE END MILL §8§fi#s%70 | B99



VENSEGHT]

V-Type Chamfer Cutter

‘\'A“NA

FoREIAMITIIR SR RET
Special chamfering tool
Double edged and tailed design

% EFH#EE Processing on
‘I’ ) &R Tian @X
Alloy Steel Stainless Steel Cast Iron

aJ }ﬁﬂ%*ﬁﬁ fg E’*Jﬁ'] ﬁ ﬁ':% 3}2 It can meet various angle chamfering

requirements, effectively reducing

BRED N TRERE R ISR machining time and tools costs.

wm%@ The Cutting Data
E1€ (mm) Shank 4 6 8
E8& n (min) 5500 3700
HEXGEE V (mm/min) 400 400

BEEE REvE
Side Chamfering S'gfozeg‘i)%ve

B100 | CARBIDE END MILL $55@i#%7] — CC-AMC 2000



VBUSEIESSET)
V-Type Chamfer Cutter

APMX*;L
LU

I CC-AMC

LF

ERESE Model No

CC-AMC4040L207DD6
CC-AMC4060L207D
CC-AMC4080L209
CC-AMC4080L220
CC-AMC6080L209
CC-AMC6100L211
CC-AMC6120L213

g

HHIERE

NRE | WHER

®
@ CHain Echaintool cutting tools
QDHROOP®

DCON

ew Sp»cmcauon Arrival @ @ @ @ @

BE |UERARE| BERR ¥

VEURREERIET)
' CR'AMC V-Type Chamfer Cutter
> DN
60
< DC
APMX
LU

LF

EmRESE Model No

CR-AMC4060L206D
CR-AMCG6080L208
CR-AMC6100L210
CR-AMC6120L212

HIER

IRE | #ASER

APMX | DCON

DCON

CC-AMC  CR-AMCR 5 U512 8

The Cutting Data For CC-AMC + CR-AMC Series

NI HE - TR
Material \@SIEENY Stainless steel (LRIl
Ef& (mm) Shank 4 6 8 10 12
& n (min) 5500 3700 2800 2200 1900
EREE V (mm/min) 400 400 500 650 650

CC-AMC « CR-AMC — CARBIDE END MILL §&3fifs%0 |

CC-AMC

CR-AMC

B

Chamfer

B101



AMI

[ )
5}R EF7) ‘3:”5i”® e A )&

Outer Radius

2 0249 R BEIAEHT
' AMI 2000 2 Flui{es External R Chamfering Carbide End Mill @ J @
DN

pcly DCON
P
APMX

RE $44444J L

(e Inglhg)

IHER | ORE | ANER ]/

E S 7% Model No & &
DN
AMI2015RE0050 [ ] 0.5 1.5 5 4 2.7 50
AMI2015RE0075 [ J 0.75 1.5 5 4 3.2 50
AMI2015RE0100 [ ] 1 1.5 8 4 3.7 50
AMI2015RE0100D6 [ ] 1 15 8 6 3.7 50
AMI2015RE0125D6 1.25 1.5 8 6 4.2 50
AMI2015RE0150D6 [ J 1.5 1.5 8 6 4.7 50
AMI2015RE0175D6 1.75 1.5 8 6 5.2 50
AMI2015RE0200D6 [ ] 2 15 10 6 5.7 50
AMI2015RE0250D8 [ ] 25 1.5 10 8 6.7 60
AMI2015RE0300D8 [ J 3 1.5 12 8 7.7 60
AMI2020RE0400D12 [ ] 4 2 12 12 10.2 75
AMI2030RE0150D6 [ ] 1.5 3 = 6 - 50
AMI2030RE0500D16 [ ] 5 3 15 16 13.2 100
AMI2030RE0600D 16 [ J 6 3 15 16 15.2 100
AMI2030RE0125D6 [ ] 1.25 3 9.5 6 = 50
AMI2040RE0100D6 (] 1 4 - 6 = 50
AMI 2000251 )i 22 8
The Cutting Data For AMI 2000 Series
WNTHE TR
Material @SIELE] Stainless steel (eEEAI{el))
JJIBR RAngle 0.5 |0.75 1 125 | 15 |1.75 | 2 2.5 8 4 5 6
#@i& n (min) 7800 (6350 {4700 [4000 (3100 {2800 {2600 |2200 (1900 {1500 |1300 |1100

HEIGEE VF (mm/min) 310 | 250 | 190 | 240 | 190 | 170 | 160 | 180 |[150 | 180 |210 |180

B102 | CARBIDE END MILL §&§@i§%70 — AMI 2000



‘AMT series mmm
;:I:u Carhide End Mill

B i it imEt /]
T- SLOT

=RE - BXERFERT

—BEXBRMESET] CIHIEEMIER

Integrated slotting end mill
Special for C buckle ring groove processing
High-precision, high-efficiency slotting end mill

T RUBSRSMIRIHTD
| AMT (278052 oo AT T TR 0 Juco

DC I DCON

LF

h New Amval @

IHIER | IRE | HHER
ERELEE Model No

AMTB080CW010 8 1 8 | 54 | 5 | 60 | 8

AMTB080CW015 8 | 15 | 8 | 54 | 55 | 60 | 8

AMTB080CW020 8 2 8 | 54 | 6 | 60 | 8

AMT10120CWO010 12 | 1 | 12 | 81| 8 | 75 | 10

AMT10120CW015 ® | 12 |15 | 12| 81|85 | 75| 10

AMT10120CW020 12 | 2 | 12 [ 81| 9o | 75 | 10
AMTRFY)I2 8

The Cutting Data For AMT Series

?iQJJHIME T4818
Material \@SICEY Stainless steel (OEEHlel)

E& (mm) Shank 8 12
i n (min) 1600 1060
EREE V (mm/min) 380 320

AMT —CARBIDE END MILL $gsfi##50 | B103



E180-AWA
1000L1

series

180 " tHH T 1TREZI 8% /]

180° Tungsten Steel Parallel Engraving
End Mill Brand

EFWS0041 8 - B4R T RERET
oERARESE « #  REMT
FTMZI SRS REERR
New W500 material, special flute length design
Brand new W500 material, for aluminum alloy
,copper and mold processing engraving,

milling and special chamfering.
Excellent chip removal

BAMIM
Material

SEH

T 0 it
Alloy Steel = \_Carbon Steel Steel

E030-AWC
1000L1

series

30" S5 HFE4mREZI ST 85 0

30° Tungsten Steel Fine Engraving End Mill

EFWS00ME - FISHIIREET
oEREGE - i - REMT
REZ BEE R R B Am I’

oETH - AT

Brand new W500 material,
special flute length designbfor aluminum alloy,
copper and mold processing engraving,
milling and specialn chamfering,
can do Medium and finishing processing

Castlron \ AIunI1=ilnum /) \_Copper

| CARBIDE END MILL §&3fi%/] — E180-AWA 1000L1 « E030-AWC 1000L1




E180-AWA

@ c Hain ®Echaintoo| cutting tools Efogggf;éw]c

Aluminum Engraving

I E180-AWA 1000L1 S OHODO
DC IDCON

APMX
LF

5L I

IHIER HNRE
EfRELSE Model No

APMX
E180-AWA1030L105 3 5 3 40
E180-AWA1030L110 [ ] 3 10 3 40
E180-AWA1040L106 4 6 4 50
E180-AWA1050L108 5 8 5 50
E180-AWA1060L109 6 6 60
E180-AWA1080L112 8 12 8 75
E180-AWA1100L115 10 15 10 75
E180-AWA1120L118 12 18 12 75

1 E030-AWC 1000L1 3 25asn

oo

IAPMX|
LF

Y‘ﬁ;]f/fn‘ﬂ_tﬁi

New Arrival

HHIER MNRE REER
EfELSE Model No
DC APMX DCON

E030-AWC10012L105BD3
E030-AWC10012L106B
E030-AWC10012L108BD5
E030-AWC10012L109D6
E030-AWC10016L105-38D6

E180-AWA 1000L1 -~ E030-AWC 1000L1 &%y E] 228

The Cutting Data For E180-AWA 1000L1 + E030-AWC 1000L1 Series

Material AIon Steel Carbon Steel Steel Stalnless SCEM Cast Iron Aluminum Copper

E1 (mm) Shank & 4 5 6 8 10 12
& n (min) 4250 3200 2550 2150 1600 1300 1100
SERSEE VF (mm/min) 85 70 50 45 35 30 25

E180-AWA 1000L1 ~ E030-AWC 1000L1—CARBIDE END MILL $&iffiiss0 | B105



GMA

®
77 @Ellain #HE Y DB

| GMA 2000 &82nsmin

For Aluminum Alloy 2 Flutes End Mill @ ’ @
D(I DCON

APMX

LF

NelNuln

HIHIE® NNRE
EfmELS% Model No
APMX
GMA2060 ° 18 6 50
GMA2080 ° 24 8 60
GMA2100 ° 10 30 10 75
GMA 2000 2% Y) i) =2 8

The Cutting Data For GMA 2000 Series

Material Aluminum Copper

EE (mm) Shank 6 8 10

#3% n (min) 10500 | 8000 | 6400
g% BH Siotted | 580 450 720
3‘% fal3% Side 920 700 1150

HIHURE Cutting depth
BA#E Slotted {32 Side

ap<0.5DC

[P

DC

ap : BREEIHIRE Axial depth of cutting
ac : fREJI4IFE Radial depth of cutting
DC : 7J4% Diameter of cutting

B106 | CARBIDE END MILL §&iffifi$% /) — GMA 2000



@ EHain®Echaintool cutting tools G MA

$EFT]

Aluminum

' GMA 3000 ﬁiﬁAﬁuaijLﬁi?S Flutes End Mill

DC DCON

L APMX
LF

EfRELSE Model No

GMA3010 [ ] 1 3 4 50
GMA3010D6 1 3 6 50
GMA3015 [ 1.5 4.5 4 50
GMA3020 ([ ] 2 6 4 50
GMA3020D6 2 6 50
GMA3025 [ ] 25 7.5 4 50
GMA3030 [ 3 € 4 50
GMA3030D6 ([ ] 3 9 6 50
GMA3030H [ ] 3 9 4 100
GMA3040 [ ] 4 12 4 50
GMA3040D6 [ 4 12 6 50
GMA3040H [ ] 4 12 4 100
GMA3050 [ ] 5 15 6 50
GMA3050H [ ] 5 15 6 100
GAM3060 [ 6 18 6 50
GMA3060H [ ] 6 18 6 100
GMA3080 [ ] 8 24 8 60
GMA3080H [ ] 8 24 8 100
GMA3080M [ 8 24 8 150
GMA3100 [ ] 10 30 10 75
GMA3100M [ ] 10 30 10 150
GMA3120 [ ] 12 36 12 75
GMA3120H [ 12 36 12 100
GMA3120M [ ] 12 36 12 150
GMA3160 [ ] 16 48 16 100
GMA3200 [ ] 20 50 20 100
@ GMA3200L 160 [ 20 60 20 100

GMA 3000—CARBIDE END MILL §§i@ixs0 | B107



GMA

o) ®
el €°2 CHEII =475

GMA 3000251 Y28

The Cutting Data For GMA 3000 Series

Material Aluminum Copper

E3{& (mm) Shank 4 6 8 10 12 16 20

#3% n (min) 15500 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
g% B4 Slotted 800 900 1000 | 1100 950 950 900
%é A58 Side 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

IHIRE Cutting depth
BAfE Slotted {838 Side

aps0.5DC

DC

ap : BIEILIAEIRE Axial depth of cutting
ac ! {EEIHIZRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B108 | CARBIDE END MILL §&iffifi$% /) — GMA 3000



@ EHain®Echaintool cutting tools H MA

$EFT]

Aluminum

$8F8 2 SDERIMILERTD
' HMA 2000 ForAIumiﬁr"lumilloy 2 Flutes End Mill

DC
| APMX
LF

HHIER MNRE
EfRELSE Model No
DC APMX
HMA2010 ° 1 3 4 50
HMA2015 ° 15 45 4 50
HMA2020 ° 2 6 4 50
HMA2025 ° 25 75 4 50
HMA2030 ° 3 9 4 50
HMA2030E1 ° 3 9 4 75
HMA2030H 3 9 4 100
HMA2040 ° 4 12 4 50
HMA2040E 1 ° 4 12 4 75
HMA2040H 4 12 4 100
HMA2050 ° 5 15 6 50
HMA2050E 1 ° 5 15 6 75
HMA2050H 5 15 6 100
HMA2060 ° 6 18 6 50
HMA2060E1 ° 6 18 6 75
HMA2060H 6 18 6 100
HMA2070 7 21 8 60
HMA2080 ° 8 24 8 60
HMA2080E1 8 2 8 75
HMA2080H 8 2 8 100
HMA2080M ° 8 2 8 150
HMA2090 9 27 10 75
S HMA2095 ° 95 285 10 75
HMA2100 ° 10 30 10 75
HMA2100H ° 10 30 10 100
HMA2100M ° 10 30 10 150
HMA2110 11 33 12 75
HMA2120 ° 12 36 12 75
HMA2120H 12 36 12 100
HMA2120M 12 36 12 150
S HMA2160 ° 16 48 16 100

HMA 3000 —CARBIDE END MILL §&3@iws%0 | B109



HMA

o) ®
el €°2 CHEII =475

Aluminum

HMA 2000251 ) i1 22 85

The Cutting Data For HMA 2000 Series

Material Aluminum Copper

HE (mm) Shank 4 6 8 10 12 16 20
#93% n (min) 15500 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
SE | mmsora | 800 900 1000 | 1100 950 950 900
%é figside | 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300
HIHIRE Cutting depth
BHf& Slotted A3 Side

aps<0.5DC

DC

ap : BEEIAEIRRE Axial depth of cutting
ae : fEE)LIHIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B110 | CARBIDE END MILL §&fifi$% /] —HMA 2000



@ EHain®Echaintool cutting tools H MA

$EFT7]

Aluminum

38 3 DERIILERT)
' HMA 3000 ForAIuminumL/tHoy 3 Flutes End Mill @ v’ @
D(ET DCON
| APMX
LF

€D 7)Y

IR HNRE BERR

&S5 Model No & 1%
APMX LF
HMA3010 [ ] 1 3 4 50
HMA3015 [ ] 1.5 4.5 4 50
HMA3020 [ ] 2 6 4 50
HMA3025 [ ) 2.5 7.5 4 50
HMA3030 [ ] 8 9 4 50
HMA3040 [ ] 4 12 4 50
HMA3050 [ J 5 15 6 50
HMA3060 [ ] 6 18 6 50
HMA3070 [ ] 7 21 8 60
HMA3080 [ ] 8 24 8 60
HMA3090 [ J 9 27 10 75
HMA3100 [ ) 10 30 10 75
HMA3110 [ ] 11 88} 12 75
HMA3120 [ ] 12 36 12 75
HMA3160 [ ] 16 48 16 100
HMA3200 [ ] 20 50 20 100
@ HMA3200L160 [ J 20 60 20 100

HMA 3000 251U)512 8 wntre g

The Cutting Data For HMA 3000 Series VEICHEIR Aluminum

B1E (mm) Shank 4 6 8 10 12 16 20
E33% n (min) 15500 10500 8000 6400 5400 3900 3200
gg FA#E Slotted 800 900 1000 1100 950 950 900
g% {BI;& Side 1200 1400 1600 1700 1500 1500 1300
IR E Cutting depth
BAE Slotted 32 Side
ap<0.50C ap=20C

— ﬁ
DC 2e<0.02~0.5DC]|

ap : BREEIHIRE Axial depth of cutting
ac : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

HMA 3000 —-CARBIDE END MILL §&3fims%0 | B111



MU2-GNA

o) ®
el €°2 CHEII =475

Aluminum
S8 3 DEE 2 BthasssmIIs D
' MUZ'GMA 3000 For AIuminL:m AIIofS Fluis Rounded Land Double Edge
Carbide End Mill

DC DCON

APMX
LF

TIHIER RENETR

EmMESR Model No
DC DCON

MU2-GMA3040 ° 4 12 4 50
MU2-GMA3040D6 ° 4 12 6 50
©  mu2GMA3045L114 ° 45 14 6 50
MU2-GMA3050 ° 5 15 6 50
MU2-GMA3060 ° 6 18 6 50
MU2-GMA3080 ° 8 24 8 60
MU2-GMA3080E 1 ° 8 2 8 75
MU2-GMA3080H ° 8 24 8 100
MU2-GMA3080M ° 8 24 8 150
@ wmu2GmA3090L124 ° 9 24 10 75
MU2-GMA3100 ° 10 30 10 75
MU2-GMA3100M ° 10 30 10 150
MU2-GMA3120 ° 12 36 12 75
MU2-GMA3120H ° 12 36 12 100
MU2-GMA3120M 12 36 12 150
MU2-GMA3160 ° 16 a8 16 100
MU2-GMA3200 ° 20 50 20 100

MU2-GMA 3000 %1 b i1 2

The Cutting Data For MU2-GMA 3000 Series

Material Aluminum Copper

BH1& (mm) Shank 4 6 8 9 10 12 16 20
5% n (min) 15500 | 10500 8000 7000 6400 5400 3900 3200
g’% BifE Slotted 800 900 1000 1050 1100 950 950 900
g% f8lig Side 1200 1400 1600 1680 1700 1500 1500 1300

B112 | CARBIDE END MILL $25i#5%7] — MU2-GMA 3000



@ CHain®Echaintool cutting tools MUZ.H MA

SR

Aluminum

383 3 DB 2 BthRsss@irst D
' MUZ'HMA 3000 ForAIuminL:m Alloy 3 Flut\_és Rounded Land Double Edge @ v’ @
Carbide End Mill

od EDCON

APMX

LF

1

IR MNRE
EfRELSE Model No
APMX
MU2-HMA3040 ([ ] 4 12 4 50
MU2-HMA3050 [ 5 15 6 50
MU2-HMA3060 [ ] 6 18 6 50
MU2-HMA3070 [ ] 7 21 8 60
MU2-HMA3080 ([ ] 8 24 8 60
MU2-HMA3090 [ 9 27 10 75
MU2-HMA3100 [ ] 10 30 10 75
MU2-HMA3120 [ ] 12 36 12 75
MU2-HMA3160 o 16 48 16 100

®© 06 6 0

MU2-HMA 30002 515122 8

The Cutting Data For MU2-HMA 3000 Series

Material Aluminum Copper

B8 (mm) Shank 4 6 8 10 12 16

#3% n (min) 15500 10500 8000 6400 5400 3900
gg Bi## Siotied 800 900 1000 1100 950 950
%§ falig Side 1200 1400 1600 1700 1500 1500

MU2-HMA 3000 —CARBIDE END MILL §§iffi#ss0 | B113



MU3-JNA

o) ®
el €°2 CHBII =475

Aluminum
$5F3 3 DB 3 BEPRAIIRT)
' MU?)'JMA 3000 For Aluminum Alloy éLFIutes Rounded Land Triple Edge End Mill @ ’

0D

DC DCON

HNRE

ERELSR Model No & &
APMX
MU3-JMA3040 [ J 4 12 4 50
MU3-JMA3050 [ 5 15 6 50
@ MU3-JMA3050D5 [ J 5 15 5 50
MU3-JMA3060 [ J 6 18 6 50
MU3-JMA3060E1 [ J 6 18 6 75
MU3-JMA3080 [} 8 24 8 60
MU3-JMA3080E1 [ J 8 24 8 75
MU3-JMA3100 [ J 10 30 10 75
MU3-JMA3100H [ J 10 30 10 100
MU3-JMA3120 [} 12 36 12 75
MU3-JMA3160 [ J 16 48 16 100
8 MU3-JMA3160L170M [ J 16 70 16 150
MU3-JMA3160L180M [ J 16 80 16 150
MU3-JMA3200 [} 20 50 20 100
g MU3-JMA3200L1110R [ J 20 110 20 200
MU3-JMA3200L160R [ J 20 60 20 200

MUS3-JMA 3000251 ) 228

The Cutting Data For MU3-JMA 3000 Series

Material Aluminum Copper

B8 (mm) Shank 4 5 6 8 10 12 16 20
#3% n (min) 15500 | 12800 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
g% B Siotted | 1600 | 1600 | 900 | 1000 | 1100 | 950 | 950 | 900
%% fig Side | 2300 | 2100 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

B114 | CARBIDE END MILL $&§8i##57] — MU3-JMA 3000



