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CARBIDE END MILL SERIES
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Recoommend Cutting List

OZE—1#RE First recommend
OZ Z#tEE Second recommend
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s, PYTORT e
Micro Diameter Carbide End Mill Series CICEY  Stainless steel  WeERAIoh]

BRARERERERR  EF  CELRIRFEBENTHREEMNT

- SIS HRTIBEREEERET - BRUDHIIN IR - BABMIMIE -

- RSN FIRESSAITINEE » T BEMEFEN - MasERE -

- NMERRET R BB ERAREE THAMIER - BAMIHEENRIFNRELRE -

1JHI12 8 Dimameter cutting 1HIRE Cutting depth

EfE (mm) Shank 4 6 FA#E Slotted {8132 Side

ap : EiEIHIRE Axial depth of cutting
#53E n (min) 4800 3100 ap<0.5DC ap=1.50C  ae : F@EIYIERE Radial depth of cutting

= & DC : 7J4® Diameter of cutting

g P B94& Slotted 135 120 “~—Bc

5 Vf &

= E| M2 Side 475 375

4-S / 0002 WNA-S L/1EHT al

S-EMM 2000 o o
] N @@ APMX: LF

114IE 8 Diameter of Cutting 1)7]&KE Flute Length HREPE LR Shank 1E#E2 R Full Length
APMX DCON F

S-EMM2009 0.9 . 4 50

PIMEB RS ) 2 J) RN T]

Micro Diameter Long Neck Short Flute 2 Flutes Carbide End Mill

S-EMML 2000L2 DC#f)LL—J F[DCON
v YU 59| 5 (B 35 [ APMX LU .

ZES758 Model No IHIERE Diaén(e:ter of Cutting  #J7){&[E Flute Length m&BDEgI"OSﬁank TI{EFKE Effective Length 2% 2 Full Length

S-EMML2004L.202

% S-EMML2010L204 1 15 4 4 50

X #$B#ETFTHE - X Continued on next page.



EMME Material l
@ @ @ @ S@el & Cgstlf;ﬁon

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

- Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.

- Ultra-fine particle cemented carbide AITiN coating for increased tool wearability and improve the chip removal.

- The design of small diameters is beneficial for machining requirements of narrow apertures and workpieces with
limited space, enhancing machining accuracy and achieving a good surface finish.

1JHIEE Diameter of Cutting ~ #J7)RE Flute Length  {&EFEE Shank TI{EFKME Effective Length #Z¥Z K Full Length
DC APMX DCON U LF

/ en:@

AEEE Model No

~ S-EMML2010L.206

S-EMML2015L208

EHOCMME SME SN - AMISHEEHRC50°~60°
New P500 series, with high abrasion resis tance, high ductility material, capable of machining high hardness
HRC 55°~60°.

S-0GM 2000 DCH .
LD o = g

4B 78 Diameter of Cutting 1) 7) K E Flute Length HREREAE Shank 1Z#2 K Full Length
APMX DCON LF

S-OGM2003 0.3 1.2 4 50

0002 WDO-S / 210002 TWINA-S

EfRESE Model No

S-OGM2005 0.5 2 4 50

S-OGM2030D6 3 12 6 50




2 ﬂﬁ%ﬁﬁiﬁﬁﬁﬂglﬂj @ @ @ @ @ @ EAME Material _
MR YOS Y 5 #
2 Flute Carbide End Mill Series ﬂ Cast Iron

SRBENTMENRS | RENTRD  WANREARD  MEERRE
- EMMZBIHRFIEHE 35 Sat - FIISE - FIBIHE - ANLAEE Cutiing dep o
11428 Dimameter cutting Bl Sloted i Side

Hf® (mm) Shank | 4 5 6 8 |10 [ 12 | 14 [ 16 | 20 aps0.5DC

B85% n (min) 4800 | 3800 |3100 | 2300 |1900 | 1600 |1300 |1200 | 950 “~Dbc

;E BE#E Slotted

-

35 | 120 | 120 | 120 | 120 | 120 | 135 | 135 | 135 ap : BREIETMISERE Axial depth of cutting

% I8 Side | 475 | 325 | 325 | 375 | 375 | 275 | 200 | 200 | 165 | @€ * FEPIIHIRE Radial depth of cutting
DC : 7J{& Diameter of cutting

(unwy/ww)
<

EMM 2000 bC

DCON
APMX

LF

00002 WNT &/EHD al

HEIE® Diameter of Cutting 7] EFE Flute Length HRERE LS Shank 1E#2 K Full Length
o
REAESE ModelNo DC APMIX DCON LF

EMM2015 1.5 3.75 4 50

EMM2025D6 25 6.25 6 50

EMM2047 4.7 11.75 6 50

EMM2071

EMM2080 8 20 8 60
X $EHETHE- X Continued on next page.




s#EAME Material
eliNslNl il €D i &X
EICEY  Stainless steel QLRI

Newest carbide unique blade structure design, reduce the vibration generated during processing, improve tool
life enhance the effect of remove chip.
- EMM series helix angle 35° design, can be side milling and slot.

HIBIE R Diameter of Cutting 7] R FE Flute Length HREREL® Shank 1E#2 K Full Length
DC

CAERS IEREI APMX DCON LF

EMM2080E1

EMM2080M

110002 TNIN / 0002 ININA

EMM2200R 20 50 20 200
2 9] 8{E Y ESE iRk J) 2 Flutes with Triple Flute Length Carbide End Mil
EMML 2000L1 DC DCON

e M

EfRESE Model No

(55T f—

4B 7 Diameter of Cutting 1) 7) K& Flute Length HRERELE Shank 1Z#2 K Full Length
DC APMX DCON LF

EMM2010L103 1 3 4 50

EMM2027L1081 27 8.1 4 50

X ##ETHE - X Continued on next page.



3 P 4 ;‘"\ EAME Material _
SRYETS I LT YES) B €D

2 Flutes With Triple Flute Length Carbide End Mill Series

$I4IE 1 Diameter of Cutting 117) K& Flute Length HREE R Shank 1Z#2 R Full Length
DC DCON LF

@ EMM2028L1084 2.8

EfRESE Model No

N
o
S

EMM2034L.1102 34 10.2 4 50

EMM2042L1126 4.2 12.6 6 50

EMM20441L.1132 4.4 13.2 6 50

EMM2046L1138 4.6 13.8 6 50

EMM2070L121

EMM2073L1219 7.3 21.9 8 60
X $EHETHE- X Continued on next page.




SEAME Material
NelSSINSINUI LS € v €D

$I4IE £ Diameter of Cutting 117) K& Flute Length HREPE LR Shank 1Z#2 R Full Length
APMX DCON LF

EmMESER Model No

EMM2074L1222

EMM2081L.1243 8.1 243 10 75

EMM2088L1264 8.8 26.4 10 75

EMM2092L1276 9.2 27.6 10 75

EMM2094L.1282 9.4 28.2 10 75

EMM2120L136




= FUESRBRERT) /3 ISt T R aﬁ"a}w\
Tapered Carbide End Mill / 3 Flutes Carbide End Mill Series SICEY  Stainless steel QeERAIEN

EIIGM SRR  RENIES - RAVIREHAS - EHEBNE
Newest carbide unique blade structure design, reduce the vibration generated during processing, improve tool
life enhance the effect of remove chip.

- EMMRTIERFBIRHEA35 4at - RISk - RIBHAE -
« EMM series helix angle 35° design, can be side milling and slot. FHIZE Cutting depth

E 17128 Dimameter cutting BA4E Slotted {83 Side

s BH1& (mm) Shank 4 6 8 10 ap<0.5DC

@

- #5& n (min) 4800 | 3100 | 2300 | 1900 B¢

E 2 Vfg 94 Slotted| 135 120 120 120 ap : BIEIETEIRTE Axial depth of cutting
3R ae : fRAEIYIRE Radial depth of cutting

[8 = | 8 Side 47 375 375 378 C : 7)#% Diameter of cutting

S

= DN

= EMM 2000T00 .

= ODEEOIS be bcoN

= APMX

= HIE3 Rt Tapered 3° Design. LF

¥ 14 E£E Diameter of Cutting $)7) K& Flute Length ZRELFR Shank 1Z#2 K Full Length
Lokt el DC APMX DCON LF
EMM2025T030 2.5 8 4 50 3.34

EMM2080T030 8 25 8 75 10.62
]2 % Dimameter cutting IR Cutting depth  BH& Slotted {3 Side

B (mm) Shank 4 6 8 10 12 16 ap<0.5DC

#&3E n (min) 4800 3100 2300 1900 1600 1200 o

= § RIHE Slotted| 180 180 180 180 180 180 ] .
ivfzi ap : ByEYIHIZERE Axial depth of cutting
2 & mgside | 500 500 500 580 580 580 | ae : @EIIMIREE Radial depth of cutting
= C : 7J4% Diameter of cutting

EMM 3000 . on

Tl s o |,

448 Diameter of Cutting

Y)7JERE Flute Length RERELR Shank
APMX DCON

{E#2 E Full Length
LF

EmESE Model No

EMM3040

EMM3080

EMM3100L130




z bl 5 = a8
4 Flutre Carbide End Mill Series % Cast Iron

)41 2281 Dimameter cutting 17IHIRE Cutting depth  BR#E Slotted 32 Side
E#E (mm) Shank 4 6 8 10 12 16 18 20 ap<0.5DC
#& n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 1240 | 1060 =
3 % BH4E Slotted| 200 | 180 | 180 | 180 | 180 | 200 | 225 | 300
ERVE: ap : EELTEIRE Axial depth of cutting
§- | fAIi& Side | 700 500 500 580 410 300 450 240 ae : EEYIFE Radial depth of cutting

DC : 7]J4E Diameter of cutting

EMM 4000 oo
e X L 3 AP

B 4E Di : = oy =
ZES7EE Model No $YIEE Diameter of Cutting  $17)RE Flute Length EREE Shank HE#2 R Full Length

DCON

LF

000% ININA @UJEHJ@

DC DCON LF
EMM4010 1

EMM4120H 12 30 12

100 -
X #EETE - X Continued on next page.




2 ANWWERIRS) | VOINERRTIRI G ey
CICEY  Stainless steel  WeERAIoh]

4 Flutre Carbide End Mill Series / 4 Flutes Long Flute Carbide End Mill Series

4B 7 Diameter of Cutting 1) 7) K& Flute Length HREREE Shank 1Z#2 K Full Length
DC APMX DCON

EfRESE Model No

= EMM4200R 20 50 20 200
=
2 EMM 4000L1 DC J__EDCON
S
APMX
SO+ M o [ [35 L) LF

114IE 8 Diameter of Cutting 1)7]&E Flute Length HREPE LR Shank 1E#E2 R Full Length
DC APMX DCON LF

: EMM4120L155H 12 55 12 100

EMM4140L142




ﬁ%%&ﬂﬁiﬁ%n glﬂ] @ @ @ @ @ %ﬁ gﬂi‘hﬁilﬁ Special Coatmg For
EESE p P
Seismic Performance Carbide End Milling Series

SFPSORIME « BEIMEHE oI TAEEHRC5S°~60°
New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.
- WIS TIRSAEIEERET  BREIN T EENEATI AER S - MEHHEER -
- EHMERELE  WES - fUBE -
- EMMRFIRFIZIEA35 255t - RIS, - mIG94E -
+ Unique cutting edge structure reduces machining vibration, enhances tool life and
improves chip evacuation efficiency.
« Eexcellent vibration resistance, high durability wear resistance with the new material.
« EMM series helix angle 35° design, can be side milling and slot.

)42 81 Dimameter cutting IR Cutting depth

0002 INdH @UJEHJ@ _

BfE (mm) Shank | 4 6 8 10 12 16 20 PR Sored U Side
3% n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 950 2p050C ap=1.60C
gwg B9iE Slotted| 135 | 120 | 120 | 120 | 120 | 135 | 135 R
S E|mssde | 45 | 35 | 375 | 075 | 275 | 200 | 165 |op . gyerspMmE Axial depth of utting

ae : {EEIIYIFEE Radial depth of cutting
DC : 7J4® Diameter of cutting

EPM 2000
DC :EDCON
OO L
ZE R Model No $JHIE1E Diameter of Cutting  #)7)KEE Flute Length 1REBE R Shank E#E2 R Full Length

DC APMX DCON LF
EPM2010L103

N
w
N
o
S

EPM2110L133




5 EAYET52E Special Coating For
! DTS %) PRTTB®
Seismic Performance Carbide End Milling Series Alloy Steel Carbon Steel

1E3 Ty :
DB s (omy Shank | 6 8 10 | PHIRE Cuting depih
cutting FA1E Slotted {832 Side ) -
Q #: n (min) 3100 | 2300 | 1900 ap : BARVIJHURE
= ap<0.5DC ap=1.5DC Axial depth of cutting
3 % R9#E Slotted| 180 | 180 | 180 ae : EEMIEE
§Vfi§ bo oy Radial depth of cutting
5 E {832 Side 600 580 580 ~_|DC : 7)4® Diameter of cutting

bC DCON

4B/ Diameter of Cutting  $]7J&EE Flute Length HREREL S Shank f##2 R Full Length
DC

APMX DCON LF

EPM3100L130 10 10 75
I
Di t}]iﬁ]?;&z EfE (mm) Shank 4 6 8 10 12 16
imameter cutting
43 n (min) 4800 3100 2300 1900 1600 1200
'g %smg Slotted| 270 240 240 240 240 270
EVi
e % {832 Side 950 650 750 750 550 400
EPM 4000 be boN
o s G A5 x| ~

e 114IE 8 Diameter of Cutting 117) K& Flute Length AEFE R Shank 1Z#2 R Full Length
FEESH Model No DC APMX DCON LF
EPM4010 1 25 4 50

N] EPM4060E1 6 15 6 75

EPM4100

EPM4160




3 )& bk 1) 25 @ @ @ @ @ @ HBHE Material ]
1~ : o 35 v
3 Flute Carbide End Mill Series _'Tﬁﬁ Cast %n

B 7IREEERET  BRUIHINIES) - RAMIES « NEEENE
RABENFIEESEAITINGRE - 1EIN7] A EFEE
+ GMMRFIRFIRNEMAA45 315t - RISt - AIBSAE -

IR Cutting depth

¢
11412 8 Dimameter cutting g
E£E (mm) Shank 4 6 8 10 12 Q
=
83 n (min) 4800 3100 2300 1900 1600 N
— Py @

S ilgs Siotted| 280 180 180 180 135

3k )
3 Z| mmside | 1100 600 580 580 450 E
w
S
S
S

BH1E Slotted {HJ32 Side
aps<0.5DC
ap : BiEIHIRRE Axial depth of cutting
oc ae : ¥EILJHIRE Radial depth of cutting
DC : 7J4® Diameter of cutting
GMM 3000 o o
APMX
o R e T s Lo LF

$YIELFR Diameter of Cutting 17K Flute Length EREE Shank B#E2 R Full Length
DCON LF
GMM3030 3 4 50

EMESE Model No

GMM3120 12 30 12 75




= 4 JIEHEH ST RS @@ @ @@@ il ———
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4 Flute Carbide End Mill Series & Cast Iron

Special flute structure design, with vibration reduction during processing, high effectiveness chip removal and
with longer life for tools, ultra-fine particle cemented carbide AITiN coating increases tool wearability.

- GMM series helix angle 45° design, high ductility material HRC 50°~55°, can be side milling and slot.

@

¥ 8 Dimameter cutting $HIRE Cutting depth B4 Slotted {H32 Side

E7E (mm) Shank 4 6 8 10

12 16 20 25 aps0.5DC ap=1.50C

EE5% n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 1060 800

000Y WND &/1EHT

DC
g Vf{% BH4& Slotted| 270 240 240 240 240 270 250 230 ap : BEIHIIERRE Axial depth of cutting
2 2 @ugside | 950 | 650 | 750 | 750 | 550 | 400 | 400 | 320 o gg%gﬁiiﬁi‘j{i‘;‘“h of cutting
GMM 4000 DC

DCON

. APMX
OUROHLO® e

2782 Model No 4B 4R Diameter of Cutting  #]7)&RE Flute Length HREREL R Shank HE#E2 R Full Length
DC APMX DCON LF

8.75 4 50

E GMM4065 6.5 16.25

: GMM4075 18.75 8 60

GMM4085




Rt g S e PRTTBY =

EREMTEREFENTIES - fATEERSS
High stability with vibration reducible during processing effectively, tool life increased.
- BRUEGIHBAEIEE - BRI RIEE - GMMRFIIRAIZIEMAA5 ERET -

- Effective control of chip removal efficiency and stability, suitable for side milling and slotted, GMM series

helix angle 45° design. 1IH4U;RRE Cutting depth
14128 Dimameter cutting BH#E Slotted {832 Side
B (mm) Shank 4 6 8 10 12 16 20 25 aps0.5DC ‘ap=1-5f’c
#53% n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 1060 | 800 BC 2620.1DC
gvfg B9#E Slotted| 405 | 300 | 360 | 360 | 360 | 405 | 405 | 350 | ap: gREENISRRE Axial depth of cutting
3 2| g side | 1450 | 1000 | 1150 | 1150 | 850 | 600 | 480 | 480 | 2% f{g%i{n e’: ri?‘ij:tizp‘h of cutting

GMM 6000 @ @@ DC [DIETolY

ERAME Material

APMX
7 omemem = o
Alloy Steel AESTEESISCERR  Cast Iron I |

0009 IdD / 0009 WD I1EHD @ _

ES7EE Model No HHIEE Diagéter of Cutting  #]7J&REE Flute Length HRERE S Shank #E#2 R Full Length

DCON LF

GMM6040 4 10 4 50

GMM6250 25 . 25 100

2FP500ZME « SEIMHE STMLSREEHRCE5°~60°
New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.

GPM 6000 @@L DHD DC DCON

B Y528 Special Coating For

APMX
aEH fix & LF
Alloy Steel Carbon Steel [+ |

ZSEk Model No ITHIER Diagéter of Cutting  #]7J&RE Flute Length EREE Shank {E#2 R Full Length

APMX DCON LF
GPM6040 4 10 4 50




N 2p #EAME Material
pimses) SEVOHT b e e
4 Flute Rounded Land Carbide End Mill ARESICEY  Stainless steel @eES I

B UBEBZIRET - BHHEEIRS - ERREEEAAEHREIMT

Special design for U type rounded land and it can process on high-speed roughing, finishing cutting,
enhanced hardness of edge.

- JJOBRERF - BLI IR BEE S - ST -

- EMMRFIRFRIEHE M35 Ex5T - GMMRFIRFBIZNE A4S BRET -

- Enhanced chip removal effect and increase the stability.

« EMM series helix angle 35° design ~ GMM series helix angle 45° design.

141228 Dimameter cutting 114 E Cutting depth

BH1E Slotted {All32 Side
E{E (mm) Shank | 4 6 8 10 12 16 20 =

g q ap<0.5DC
E85% n (min) 4800 3100 2300 1900 1600 1200 1060

BI4& Slotted| 270 240 240 240 240 270 250 28

000F WNA-NN L/IEHT al

(unw/ww)
<
ki 2 I

{8;2 Side 950 650 750 750 550 400 400 |ap : BAEILIHIZRE Axial depth of cutting
: ZEIYIEE Radial depth of cutting
DC : 7]#& Diameter of cutting

MU-EMM 4000 56 DCON
APMX
LRGP LF

ESE Model No )4 1R Diameter of Cutting  #)7)&RE Flute Length REBE R Shank {E#E2 K Full Length

DC APMX DCON LF
MU-EMM4030 3 7.5 4

MU-EMM4070 7 17.5 8

N MUEMM4120 12 30 12

MU-EMM4140




4 IV SIS ) S e @
e

4 Flute Rounded Land Carbide End Mill  Stainless steel

MU-GMM 4000 DG DCON
QIIE APMX

O

114 B4R Diameter of Cutting 1)7) K& Flute Length HREBE 4 Shank 1E¥E2 K Full Length
APMX DCON LF

MU-GMM4041L1123 4.1 12.3 6 50

MU-GMM4046L.1138 4.6 13.8 6 50

MU-GMM4048L 1144 4.8 14.4 6 50

MU-GMM4050 5 12.5 6 50

MU-GMM4050E1 5 12.5 6 75 @

MU-GMM4057L1171

X #EETE - X Continued on next page.



EMAME Material
— = ( S ) = |
i% @ @ @ @ %i P st e @A

EmESE Model No

MU-GMM4058L1174

HI8IE R Diameter of Cutting 1)7) &£ Flute Length HREBEL{E Shank 1E#2 K Full Length
C APMX DCON LF

MU-GMM4064L.1192 6.4 19.2 8 60

S MU-GMM4065L1195 6.5 19.5 8 60

MU-GMM4067L.1201 6.7 20.1 8 60

MU-GMM4069L.1207 6.9 20.7 8 60

MU-GMM4081L1243 8.1 243 10 75

MU-GMM4083L1249 8.3 24.9 10 75

@ MU-GMM4085L1255 8.5 25.5 10 75

X #EETE - X Continued on next page.
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EmESE Model No

MU-GMM4094L.1282

448 Diameter of Cutting  £)7J&EE Flute Length HREREL S Shank fE#2 E Full Length
C APMX DCON LF

MU-GMM4110 i 275 12 75

MU-GMM4200 20 50 20 100




¥ i 3! HEA4ET42/E Special Coating For
St ol ANSINLL 1L
4 Flutes Rounded Land Carbide End Mill Alloy Steel Carbon Steel

2HPS00SME - SFMME TN TSEREHRC55°~60°
New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.
1R UBEB7IRRET - BFERIRE @ ERRSEERERBIHIMI

Special design for U type rounded land and it can process on high-speed roughing, finishing cutting,

g enhanced hardness of edge.
Q - TIOs&ERA - BT EIRIEERS - EIEERE -
5 - GPMAFUIRAURNEBA5 et «

= + Enhanced chip removal effect and increase the stability.
= « GPM series helix angle 45° design.
C,: 11428 Dimameter cutting
Q
E & (mm) Shank | 4 6 8 10 12 16 20
g BE5& n (min) 4800 | 3100 | 2300 1900 1600 1200 1060
=
S

% FA4& Slotted| 270 240 240 240 240 270 250

(unwy/ww)
<

% {852 Side 950 650 750 750 550 400 400

114;RRE Cutting depth
BA#E Slotted 2 Side

aps0.5DC
ap : BEILIEIRRE Axial depth of cutting
ae : ZREIIYIRE Radial depth of cutting
DC : 7J{& Diameter of cutting

DC

MU-GPM 4000 e -
oYl s

LF

e 1I¥IEE Diameter of Cutting 1)7]&KE Flute Length HRERE R Shank 1E#E2 R Full Length
ERAEESE ModelNo DC APMX DCON
MU-GPM4020 2 5 4 50

MU-GPM4160 16 48 16 100




v A EAYET52E Special Coating For
e e DY TP B o=
4 Flutes Rounded Land Double Edge Carbide End Mill Alloy Steel 4 Carbon Steel

RFPS00FME « HENMME TN LEEEHRCS5°~60°
New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.
- TIOREBBRFNEE - R RBBRMAELAIES - 1RFH]HIRE
- GPMRIIRFAIENEH45 &5t -
- Cutting edge adopts double relief grinding to reduce the resistance caused by vibration,
improve the cutting ability.
- GPM series helix angle 45° design.

4128 Dimameter cutting

&4 (mm) Shank | 4 6 8 10 12 16 20
#95% n (min) 6000 | 4000 | 2000 | 2400 | 1900 | 1500 | 1200

gwg‘% RO Slotted| 420 | 420 | 420 | 420 | 420 | 420 | 420

% 2| fimside | 1100 | 800 | 950 | 750 | 500 | 480 | 400

000% INdD-2NIN @UJEHJ@

14IRRE Cutting depth

BA#E Slotted {Al3# Side
aps0.5DC
ap : BhELIEIRE Axial depth of cutting
““Dbc ae : RE)YIFEE Radial depth of cutting

DC : 7]J4E Diameter of cutting

MU2-GPM 4000 b DCON
APMX
o Tl Al T L=

ESEEE Model No IHIER Diag(e:ler of Cutting )7 Flute Length HEEREL® Shank #EE2 R Full Length

APMX DCON
MU2-GPM4040 4 10 4 50

MU2-GPM4200 20 50 20 100




4 Flutes Rounded Land Unequal Division Carbide End Mill CICEY  Stainless steel  WeERAI(oh]

TRERE, ARSERERINTRE

Unequal division to improve seismic resistance for high speed feed machining.

< BRTITIRAEILLS] - BRUEHIEIBHEHSRE - MaiHI THAYEIIRED - BN TREBE -

- B UBUBIERRE  FINESNIRHBER » B THELROER -

- GMMRFIRFAIRNE 45 &5t -

- By blades split evenly ratio, it can control chip removal with excellent effect, strengthen the suppression of fine
vibration when carbide end mill is processing, improving the processing smoothly.

- Special U shaped groove design is conducive to excellent chip removal effect during the plunge milling process,
reducing port burrs generated on workpiece.

« GMM series unequal spiral 45° design.

11412 8 Dimameter cutting

& (mm) Shank | 4 6 8 10 12 16 20
#85% n (min) 6000 | 4000 | 2900 | 2400 | 1900 | 1500 | 1200

’gwé’% BEAE Slotted| 420 | 420 | 420 | 420 | 420 | 420 | 420

% % i@ Side | 1100 | 800 | 950 | 750 | 500 | 480 | 400

)4 Cutting depth

B8 Slotted fA3E Side
aps0.5DC
ap : BAEIYIFRE Axial depth of cutting
L ae : fREIYIFEE Radial depth of cutting
DC : 7J4€ Diameter of cutting
B1° B2°
MUH-GMM 4000

DC DCON

(o) 5 B 45 [ara APMX .

X242 Unequal Division
B1°%B2°

— 14 1E Diameter of Cutting  #]7J&KRFE Flute Length HREREL R Shank fE#2 R Full Length
e APMX DCON LF
MUH-GMM4030 3 7.5 4 50

MUH-GMM4120




4 JJEIEAR LS E] ~ ARk T1 25 SEFHE Materia

P 7 =
D it €
4 Flutes Rounded Land Unequal Division Unequal Spiral Carbide End Mill Series Alloy Steel ABSIEEESSCERE Cast Iron

Unequal division to improve seismic resistance for high speed feed machining, Unequal spiral to improve high

Nl ININ i il ¥

TTAERE, ARSRERMTREYE - T FERE, ARSENTRERE

speed processing resistance to chipping.

- B ET)ERBESHEIRTEAER - AR RS R T RETRRROIEIEEES - AHNEES EE

MIfT\AESTESH -
- SR UBUBIEERGT  FIAMESII TREIRER - B THEEROER -

« FMMR IR FRERhE A 35°/ 38°
- Changes the feed per blade, makes the milling waveform of each edge is no longer the same, effectively reduce
or avoid the vibration pattern generated during side milling, is also conducive to high quality machining surfaces

and improving tool life.

- Special U shaped groove design is conducive to excellent chip removal effect during the plunge milling process,

B
AXA

reducing port burrs generated on workpiece.

« FMM series unequal spiral 35°/ 38° design.

114128 Dimameter cutting

B (mm) Shank 4 6 8 10 12 16 20
E3& n (min) 6000 4000 2900 2400 1900 1500 1200
g % RHAE Slotted| 420 420 420 420 420 420 420
SV
S Z|mmside | 100 800 950 750 500 480 400
YR RE Cutting depth  BH#E Slotted {32 Side
ap<0.5DC
ap : BELHIFRE Axial depth of cutting
“—5c ae : LEIIYIEE Radial depth of cutting
DC : 7J4& Diameter of cutting
B12 B2° A1° A2° FE#@jE Unequal Spiral A1°£A2°
MUH-FMM 4000
DC DCON
RGOS APIX
LF

FZ45E] Unequal Division
B1°#£B2°

14 E4E Diameter of Cutting

1) 7) K E Flute Length HRERELE Shank 1Z#E2 K Full Length
APMX DCON LF

000% WINA-HOIN @”’e”’:’@ V4IdS TYND3INN NOISIAIA TYNOANN




= A JJEEA T E AR SR i ) %5 ia'

AR % M
JLL 4 Flutes Rounded Land Unequal Division Unequal Spiral Carbide End Mill Series “Stainless steel QWeEEHlel}

B1° Al° A2° TZ42hE Unequal Spiral A1°£A2°

B2°
MUH-IMM 4000 j

DC DCON
© (D) N

APMX
%432 Unequal Division LF
B1°#B2°

EfREEE Model No

-

(=

>

g

=

=

HI8IE R Diameter of Cutting 17 RE Flute Length RSP Shank 1Z#E2 K Full Length
C

= MUH-IMM4030L109

, B

m

-

S

=

g

=

=

b

APMX DCON LF

MUH-IMM4040
MUH-IMM4040L112D6

MUH-IMM4050L112

@, MUH-IMM4075 7.5 18.75 8 60

: MUH-IMM4190 19 47.5 20 100

MUH-IMM4200L160M




. = EEs EMAME Material

Fixed Surface for Reducing Vibration-DIN Specification for Europe Market Design ~ Stainless steel

ITYDO®

TRESE, ARSEERMIREY - " THRE, MRSEMIRERYE
Unequal division to improve seism|c resistance for high speed feed machining, Unequal spiral to improve high
speed processing resistance to chipping.

- BT EREERHEDTEAER - AT K R T BETTRIRAItIERENRGE - BRINESESE
MIKENRESTASH® -

- B UBLEBIERRET » FINEHNIRHEER » ML THELROER -

« IMMRFIRFMEIEB42°/ 45°3% 5t -

- Changes the feed per blade, makes the milling waveform of each edge is no longer the same, effectively reduce
or avoid the vibration pattern generated during side milling, is also conducive to high quality machining surfaces
and improving tool life.

- Special U shaped groove design is conducive to excellent chip removal effect during the plunge milling process,
reducing port burrs generated on workpiece.

« IMM series unequal spiral 42°/ 45° design.

:I

bt
i
fess

V4IdS TYND3INN NOISIAIA TYNOANN

B1° B2° Al® A2 FZ#HE Unequal Spiral A1°#A2°

MUH-IMM 4000-DIN I j
DC DCON
(v B[ 42 [ [ APMX_ | ‘

% 5%) Unequal Division LF
B1°#B2° |

@UJEHJ@

e ; E pea— ”
ZS5% Model No H)4IE 78 Diameter of Cutting  #)7]&RE Flute Length HREREL R Shank {E#2 K Full Length

DC APMX DCON LF
MUH-IMM4040-DIN 4 10 4 50

MUH-IMM4200-DIN 20 50 20 100

-HO'T / NIA-000% IWINI-HOIN

LB TRAI SRk ]

Turning And Milling Center Carbide End Mill

B1° B2° Aqo A2 FEIRhE Unequal Spiral A1°£A2°

LUH-IMM 4000

DC DCON

OUNEOLS® T raewd)

Y/ EHJ@ 000 IWINT

FZ45E| Unequal Division LF
B1°#B2° ‘ !
4 B4R Diameter of Cutting  $]7J&EE Flute Length HAEREIFE Shank ¥R R Full Length
)
BRI Model No DC APMX DCON LF
LUH-IMM4080 8 8 8 40 "




000% IWdA-HNIN @U!EHJ@ YHIdS T1YNDANN NOISIAIQ TYNDANN

> 7 5 BAHH2IE Special Coati

4 Flute Rounded Land Unequal Division Unequal Spiral Carbide End Mill

TRERE, AIRSEERMINEY - "THRIE, ARSENTAHERME
Unequal division to improve seismic resistance for high speed feed machining, Unequal spiral to improve high
speed processing resistance to chipping.

2HPS00EME  SFMEME TN TEFEEHRC55°~60°

New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.

- BT EREERHREITEAR - MK R T) BET R RO IEIREREE - BRI EESEEN
MIKEFARSTESE -

- BB UBSEERNE ARSI IRHIBER - AL THEEROER - FPMRIIRAEUZIEE3S &5t -

- Changes the feed per blade, makes the milling waveform of each edge is no longer the same, effectively reduce
or avoid the vibration pattern generated during side milling, is also conducive to high quality machining surfaces
and improving tool life.

- Special U shaped groove design is conducive to excellent chip removal effect during the plunge milling process,
reducing port burrs generated on workpiece, FPM series unequal spiral 35°/ 38° design.

1412 8 Dimameter cutting

EfE (mm) Shank 4 6 8 10 12 16 20
#§5% n (min) 6000 4000 2900 2400 1900 1500 1200
3 Bl sioted 420 420 420 420 420 420 420
SVfg
S Z|mmside | 1100 800 950 750 500 480 400
14 Cutting depth  B§4& Slotted {Al32 Side

ap<0.5DC
ap : EiELHIRE Axial depth of cutting
ae : EEYIFE Radial depth of cutting
DC : 7J#8 Diameter of cutting

B1S B2° A1° A2? FZ#25% Unequal Spiral A1°£A2°
MUH-FPM 4000 \\

DC

e X L O [ AP

AZ4E| Unequal Division
B1°#£B2°

DCON

LF

BB R Diameter of Cutting 117 RE Flute Length HREREE Shank #E#2 R Full Length

L R e APMX DCON




3 JI A 51 BUAS S BR e DU 3R W S % /)

3 Flute Round Land Unequal Spiral Unequal Division Seismic Performance Carbide End Mill

BM45%2 8 Special Coating For

=k ]
Alloy Steel Carbon Steel

TTAERE, ARERERMTREY - T FS]RE, ARSENTRERE

Unequal division to improve seismic resistance for high speed feed machining, Unequal spiral to improve high

speed processing resistance to chipping.

EFP500SME « SEIMEME N TSEEHRC55°~60°

New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.

IMABBERHEEIN TFHEBEEER Enlarged chip pocket for excellent chip removal during plunge milling.

- MERTEREEEHMEIRTEER - AEXEHEERT) BETRRFAOIEIREMES - BANESSERN

MIREARSTIESH -

- SR UBUBIEERGT ARG TEERER - B THEEROER -
« IPMARTIIREVRNEB42° / 45°5%5t

- Changes the feed per blade, makes the milling waveform of each edge is no longer the same, effectively reduce
or avoid the vibration pattern generated during side milling, is also conducive to high quality machining surfaces

and improving tool life.

- Special U shaped groove design is conducive to excellent chip removal effect during the plunge milling process,

reducing port burrs generated on workpiece.

« IPM series unequal spiral 42°/ 45° design.

11428 Dimameter cutting
BH1E (mm) Shank 4 6 8 10 12 16 20
5% n (min) 6000 | 4000 | 2000 | 2400 | 1900 | 1500 | 1200
gw% BEIE Slotted| 360 | 360 | 300 | 300 | 280 | 230 | 230
El 2 pug sice | 540 | 480 | 480 | 480 | 400 | 400 | 400

BH1E Slotted

ap<0.5DC

DC

1I4U;RRE Cutting depth

Al Side

MUH-IPM 3000L1
© (B[ L)

EMRESR Model No

MUH-IPM3160L148

B3¢

FZ45E| Unequal Division
B1°#£B2° #B3°

114 E4E Diameter of Cutting

SETPBY

ap : BhELIEIERE Axial depth of cutting
ae : fRELHIFEE Radial depth of cutting
DC : 7])4% Diameter of cutting

A2} Unequal Spiral A1°#£A2°

117) K& Flute Length

APMX

1REBEE Shank

DCON

1E#2 R Full Length
LF

DCON

I'1000€ WdI-HNN @UJQHJ@ V4IdS TYND3INN NOISIAIA TYNOANN




4 J AT o BIAS TR DL R SR8 i B )

4 Flute Round Land Unequal Spiral Unequal Division Seismic Performance Carbide End Mill

EAYET52E Special Coating For

A i 9
Alloy Steel Carbon Steel

SETPBY

]88 8 Dimameter cutting

B (mm) Shank 4 6 8 10 12 16 20
& n (min) 6000 | 4000 | 2900 | 2400 | 1900 | 1500 | 1200
'g:vfg BRI Slotted| 480 | 350 | 350 | 300 | 300 | 300 | 300
g- % {8l Side | 720 640 580 580 580 480 400

]8R E Cutting depth
B4 Slotted

fA32 Side

ap<0.5DC

DC

DC : 7J4® Diameter of cutting

B1° B2° A1 A2°

oo SN

MUH-IPM 4000
O RODOR

ap : BlEILIHIFRRE Axial depth of cutting
ae : EEIHIERE Radial depth of cutting

T2 Unequal Spiral A1°#A2°

DCON

APMX
ZFZ5E| Unequal Division I LF
B1°#B2°

HJBIE R Diameter of Cutting 17)EFE Flute Length

ERESE Model No AT

MUH-IPM4030D6

DCON

MUH-IPM4200L180M 20 80 20

HREBE R Shank

1Z#2 K Full Length
LF




VBT 350 S5 5 A S SR S P 5 0 i B )

Rounded Unequal Spiral Unequal Division for Hard Materials Carbide End Mill

SERREHME Special Material For

HaS A

ISHREEINER - EAREIEIM - AATEG

Special titanium coating (TSY) is suitable for machining of Hard Materials or aerospace components.

RAMSE - MERE - REFSLHEE - THHIEEEHRC55~60

Enhances high temperature resistance and wear resistance, preventing metal adhesion on the surface capable

of cutting hardness HRC 55°760°.

IMABBERSHIITEEEEEER Enlarged chip pocket for excellent chip removal during plunge milling.

- IYMRFIRFERNE 427/ 45°3%Et -

« IYM series unequal spiral 42°/ 45° design.

BRERER
Special Coating For

£]¥I2:8 Dimameter cutting
Titanium

E1& (mm) Shank 4 6 8 10 12 16
E85% n (min) 4000 2600 2000 1600 1300 1000
g % R9HE Slotted| 320 210 240 190 210 160
SV
g E {8;2 Side 800 520 400 380 310 240
LRBHERE
Special Coating For
14128 Dimameter cutting
Nickel Alloy
H1E (mm) Shank 4 6 8 10 12 16
&3& n (min) 2000 1300 1000 800 700 500
§ g R9HE Slotted| 160 105 120 95 100 80
S Vfs
E- % {Ali& Side 400 260 200 190 155 120
ISR Cutting depth  B## Slotted {3 Side
aps0.5DC
ap : EhEE)HEIEE Axial depth of cutting
B¢ ae : ZEIIHIEE Radial depth of cutting
DC : 7J#& Diameter of cutting
B1° A1° ; o o
FZ42HE Unequal Spiral A1°£A2
MUH-IYM 4000
DUROLBO o APUX

FZ 4598 Unequal Division
B1°#B2°

EMRESR Model No

MUH-1YM4040 4

MUH-1YM4160 16

14 E4E Diameter of Cutting

LF

117) K& Flute Length
APMX

EREL£E Shank
DCON

#E#2 R Full Length
LF

0007 WATHININ / 0007 WWTHINW &3 &3y TP IR ENNIN S RTELTT




BAYT2E Special Coating For

VB 3 S 5 A SRR v S~ e S 1 B s B )

Round Land Unequal Spiral Unequal Division High Abrasion Resstance - High Toughness Carbide End Mill

EHEMWE - SFMME @ aTNISEEHRC55°~HRC60°

Brand new series, with high abrasion resistance + high toughness materal HRC55°~HRC60°
TEADEFRSERESMITREY - FHFRRANRSEMIRERY

Unequal division is conducive to seismic resistance for high-speed feed machining, unequal helix angle is to
improve chipping resistance for high-speed processing

114128 Dimameter cutting 1JHI7RE Cutting depth B#& Slotted {832 Side

B1& (mm) Shank 4 6 8 10 12 ap<0.5DC
#53E n (min) 6000 4000 2900 2400 1900 5C

3

ivﬁg Pt Sloted 420 20 420 420 420 ap : BAEIYIFEE Axial depth of cutting
g. E {82 Side 1100 800 950 750 500 ae : BEITIYIRE Radial depth of cutting
= DC : 7]J4E Diameter of cutting

B1° A1° A2° R Unequal Spiral A1°£A2°
MUH-IGM 4000
DC DCON

@ z =2 APMX
FZ9E| Unequal Division f L5 |
B1°#B2°
14 B4R Diameter of Cutting  $])7J&EE Flute Length HRBBE R Shank H#ESR Full Length
A5 Model N
EEREEE Model No APMX DCON F

MUH-IGM4060

MUH-IGM4120L136 12 36 12 75

B1° A1° A2° T Z42HE Unequal Spiral A1°#£A2°

MUH-IEM 4000 )
C DCON
e X L A ) & APt i’

FZ 92| Unequal Division
B1°#B2°

1418 Diameter of Cutting 117) K& Flute Length HREBEFE Shank 1Z¥2 R Full Length

EmESEE Model No DCON LF

MUH-IEM4035L109D6




. E&I@ﬁﬂ”ﬁ’fﬁiﬁﬁﬁiﬁﬂi&’ﬁﬁﬁﬁmﬁ » A BRBHKE RS T) RETTRIRSAY DA R EAE - BRI ESSEEN
MIKEARSTIESE - LMMRZ) - LPMRZIESRAEIEH39° 41°5%5t -

- Changes the feed per blade, makes the milling waveform of each edge is no longer the same, effectively reduce
or avoid the vibration pattern generated during side milling, is also conducive to high quality machining surfaces
and improving tool life, LMM series vs. LPM series unequal spiral 39°/ 41° design.

14128 Dimameter cutting 1417 Cutting depth B4 Slotted {Al32 Side
Hf€ (mm) Shank 4 6 8 10 12 16 ap<0.5DC
#45& n (min) 6000 4000 2900 2400 1900 1500 S

&
jo [t Stotted| 420 420 420 420 420 420 ap * BELIBITETE Axial depth of cutting

2 g side | 1100 800 950 500 500 480 ae : fEEIHIRE Radial depth of cutting
' C : 7])#§ Diameter of cutting

(unwy/ww)
<
T 5 25

MMH-LMM 4000

B1° B2° A1°  A2° FZ1ZHE Unequal Spiral A1°#£A2°
C: M
© HHS oo \ booN
EMHME Material APMX

= # LF
bl A fsh i= # - . | |
S Stainless steel QLRI Tgﬁﬂ#{‘;"g‘;j Division

{E# 2 K Full Length
LF

'”—7@ VdIdS TYND3INN NOISIAIA TYNOANN

4B 78 Diameter of Cutting 1) 7) K E Flute Length

APMX

HREIEE Shank

=5
EfRESE Model No DCON

MMH-LMM4040 4 10 4

a
o
)

IWT-HININ

MMH-LMM4160M 16 48 16 150
ZFPS00EME « SHEME cIINTEHEEHRCS5°~60°

New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.

MMH LPM 4000 T Z4R5E Unequal Spiral A1°#A2°

B Y552 Special Coating For APMX L

asm 6}7" FEHE Unequal Division
Alloy Steel Carbon Steel

I8 E R Diameter of Cutting 17)RFE Flute Length HREREL® Shank 1E#2 K Full Length
DC APMX LF

MMH-LPM4040 4 10 4 50 :

000¥ INd'T-HINIA / 0007 IN

EfRESE Model No




o RN E WIS P
CICEY  Stainless steel  WeERAIoh]

High Wear Resistant Roughing Carbide End Mill Series

FMATRFAMEIARET - RMAT ARG @ @ @ @ @ @

FM series, fine pitch & roughing design, RM series, rough pitch & roughing design.

- BINEER ARV EE  ElAkRLsmT) 5 o RAEHE12%

- IRMEAIRA25 AT HEETEE i EARERERE NI MEMEE

« Wear resistant coating, wear reducible, micro grain carbide rod, 12% cobalt content.

- Helix angle 25° design, with ideal chip flow, processing on roughing with remarkable effect.

1412 81 Dimameter cutting

Bf& (mm) Shank 6 8 10 12 16
5% n (min) 3100 2300 1900 1600 1200
gwg BEAE Slotted| 120 120 120 120 135
E % B2 Side | 325 375 375 275 200

YU E Cutting depth
BAtE Slotted {AI32 Side

ap<0.5DC ap=1.5DC
ap : EELNEIRE Axial depth of cutting
e " ae : EEIHIRE Radial depth of cutting
DC : 7J4® Diameter of cutting
FM-CMM 4000 DC DCON

(i R ) 5 [ B (25 v APMX .

0007 WINO-IN / 000y WKW LMEHD Z5% m

EMRESE Model No

14U E4E Diameter of Cutting  $])7)&RFE Flute Length HREREL{E Shank #E#2 K Full Length
DC

APMX LF
,,,,,,,,,, FM-CMM4060 8 s B0
FM-CMM4080 8 20 8 60

FM-CMM4160 16 48 16 100

RM-CMM 4000 be on
OPOOSS x|

HJBIE R Diameter of Cutting 117) R Flute Length HREREL4R Shank #Z#2 R Full Length
DC APMX DCON LF

SR Model No

RM-CMM4050
RM-CMM4060

RM-CMM4080

RM-CMM4120




) HAME i
T a  ©
Carbide Composite Finishing End Mill Glass Fiber Carbon Fiber

AT A T 705 - BEEEMABINT - TR ERRATEMISS
Special shredding geometric flutes design, is conducive to finishing of composite,
can reduce wear and improve tool processing life.
+ CWMARIIIRFBEEIEA30° 3G - BFRMNIRESMERENT  ERSEENMIRE -
- CWM series helix angle 30° design, is conducive to finishing of composite, to achieve high quality
processing surfaces.
)48 Dimameter cutting

=
O
=
m
M

Bf& (mm) Shank 4 5 6 8 10 12
B33 n (min) 6370 5100 4250 3190 2550 2130

gvfg RS Slotted| 510 550 470 450 410 360

g % {3 Side | 1020 | 1160 940 900 820 730

4R Cutting depth
BAtE Slotted {838 Side

ap<0.5DC ap=1.5DC
ap : EHELIHIFEE Axial depth of cutting
“~TBc ae : BEIYIERE Radial depth of cutting

DC : 7]J#E Diameter of cutting

WMO-INID @"’e”:'@" \

CFM-CWM be DCON
SLRDD ARIX LF

EREER Model No

114IE£E Diameter of Cutting 117) R E Flute Length HRERE{E Shank 1Z#2 R Full Length 7)%4 Flute
DC DCON CICT
CFM-CWM8040 4 12 4 50 8

CFM-CWM17120L 132 12 32 12 100 17




= LR . EAHE Materia
Micro Diameter Ball Nose Carbide End Mill I  Stainless steel WeEEAIN)

BN FEESRAITINGE - IZMT)EMEFEY - MEHEERE - MITHEEHRCSS UT
Ultra-fine particle cemented carbide AITiN coating for increased tool wearability and improve the chip removal.
it can process on hardness up to 55HRC.

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

- BUNVEERETE RN AR I HMIER - REBHENII TR EENMRIFRENLRE -

- FABERIIE > KigiRs T RSN EEYE  BERIEIES  BRT SESERNT -

« 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.

« Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

S-EMB 2000 RE
DC DCON
POODS »fﬂ L =

e

= 75 R Edge Angle )4 &8 Diameter of Cutting 1)7) R E Flute Length REREFE Shank 1Z#2 K Full Length
AR Model No RE DC APMX DCON LF

210007 9WA-S / 0002 94-S LI1EHT

S-EMB2003 0.15 0.3 0.6 4 50

S-EMB2005 0.25 0.5 1 4 50

S-EMB2009 0.45 0.9 . 4 50

oINS e SR 1) K U s 5 0 S )

Micro Diameter Long Neck Short Flute Ball Nose Design Carbide End Maill

S-EMB 2000L2 REON
DC DCON
OHROOD et Ly m ;

78 NRE REER e TIfEFRE BERR

EREE Model No R Edge Angle  Diameter of Cutting Flute Length Shank Neck Shank Effective Length Full Length
RE DC APMX DCON DN LU LF
S-EMB2004L202 0.2 0.4 0.32 4 0.37 2 50

S-EMB2006L208

S-EMB2008L204




HAYST2 B Special Coating For
ST T@
Alloy Steel Carbon Steel

2FHP50041E SME S - oJINTSEEHRC50°~60°

New P500 series, with high abrasion resis tance, high ductility material, capable of machining high hardness
HRC 55° ~60°.

BARSRERRR - EF - CERTESEBMNSHZEENT

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

- WIS RS AR A - BAUNEIIN RS - BAMTINIES -

- RABEN TG A SAITINEE - 80 7) EMEEFENE - IEAHBER -

- BUMSERET BRI N R EE T HENIEKR - RSN TELEENRFREEE -

- BRARRIIE > KigiRe T iREMEEEEY  BERDIEIRES  BRTSE&ERNT -

« Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.

- Ultra-fine particle cemented carbide AITiN coating for increased tool wearability and improve the chip removal.

« 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.

« Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

4128 Dimameter cutting 4R Cutting depth
EH1E (mm) Shank 4 Iap=0A1RE
s i ap : BiELHIFRRE Axial depth of cutting
UG 6400 -1 ae : {REIYIEE Radial depth of cutting
ae=0. .7
SELSEEV (mm/min) 235 RE : 7J&R R Edge Angle
S-EPB 2000

RE
DC% DCON
122 <60 s00 L 1
OEREOTO s & =

0002 9dd-S @UJEH:)@

= 7] R Edge Angle 114IE£E Diameter of Cutting 1)7) K& Flute Length HREREFE Shank 1Z#2 E Full Length
A VodelNo RE bC APMIX DCON LF

S-EPB2003 0.15 0.3 0.6 4 50

S-EPB2005 0.25 0.5 1 4 50

S-EPB2009 0.45 0.9 . 4 50




m

2 J)ERUR S5 I Sk 1) ikl e ——
iy

2 Flutes Ball Nose Carbide End Mill Series

REAZHEDEN - MITHEREHRCSS UT AR AZEREES - QEHEEHITE u REE
Using the latest import carbide rod, it can process on hardness up to 55HRC.
International tolerance standard h5, tolerance range control at u level accuracy.

- IS MTIREAERERREt  BRIIHIINIES  BAHRINISES -

- AN FIEE S SAITINGRE - EINT)EMEFENY - EaEEHE -

- RABERIIE  KigiRs T iRIERmEEY  BERDIEES - BRT&EeERNT -

- EMB series helix angle 35° design, adopts a full carbide cutter body unique edge structure design to effectively
suppress the processing vibration.

- Ultra-fine particle cemented carbide AITiN coating for increased tool wearability and improve the chip removal.

- 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.

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

11412 & Dimameter cutting

0002 and I1EHT @

E1& (mm) Shank 3 4 6 8 10 12 16 20

& n (min) 8400 | 6400 | 4300 | 3200 |2600 |2200 |1600 | 1300

HEFSEE VS (mm/min) | 150 | 235 | 245 | 275 | 275 | 255 | 230 | 205

1I4I;RE Cutting depth

Ep=0.1RE
ap : EELIHEIRRE Axial depth of cutting
ae : FEIHEE Radial depth of cutting
EENZINE RE : 7JR R Edge Angle

EMB 2000 DC DCON

-

oYl s - o |

7] R Edge Angle 114IE4E Diameter of Cutting 1)7) K& Flute Length HRERE R Shank 1Z#2 K Full Length
SIS ModelNo RE bCc APMX DCON LF

EMB2010 0.5 1 2 4 50

EMB2035

X R TE- % Continued on next page.



PPOTHE

= 7] R Edge Angle 114IE 48 Diameter of Cutting 1)7) K& Flute Length HRERELE Shank 1Z#2 K Full Length
AR Model No RE DC APMX DCON LF
EMB2035D6 1.75 3.5 7 6 50 @

EMB2200R 10 20 40 20 200




; 2 ﬂ%?ﬁ%@ﬁ%ﬂﬂ%ﬁﬂ EAME Material

=
2 Flutes Long Neck Short Flute Ball Nose Carbide End Mill I  Stainless steel WeEEAIN)

RAZIEOEN - MITTHEEHRCSS U @ RABERAZERENS - REHEEEIE u REE
- SIS HRTIBEREEERET - BRUDAIIN RSy - BABMIMIE -
- AN TIEE S SAITINGRE 1IN T EMEFEE - MNEaEERER -

- REBER I - KiEiEs 7 MEMEAA AN - B IEIE) > BRT SRS ERMT -
1141228 Dimameter cutting 145 Cutting depth

=0.1RE
Ef€ (mm) Shank 4 6 8 Iap 0
ap : EiELIHIRE
#85% n (min) 6400 4300 3200 Axial depth of cutting
: : 2e°02RE | ae : @EMIRE
HEHREVE (mm/min) | 235 245 275

Radial depth of cutting
RE : 7J8R R Edge Angle

RIFRSSHELT] - BRARSEREEAFIHERENT - RIBE - BES

Long necked ball nose end mill is suitable for high step molds or workpiece surface profiling.

210002 aNd I1EHT @

SERE
High step
=E DN molds
EMB 2000L2 T
DC] DCON
APMX—~
OHROOSS L LF w1
1 Bevel
7 PEEE DORE  AHEE ® @ TERRE BERR
EmESE Model No R Edge Angle  Diameter of Cutting Flute Length Shank Neck Shank Effective Length Full Length
RE D APMX DCON DN LU LF
EMB2010L204 0.5 1 0.8 4 0.95 4 50

EMB2040L216

EMB2040L225




e D PTOTE

Using the latest import carbide rod, it can process on hardness up to 55HRC.

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

- EMB series helix angle 35° design, adopts a full carbide cutter body unique edge structure design to effectively
suppress the processing vibration.

- Ultra-fine particle cemented carbide AITiN coating for increased tool wearability and improve the chip removal.

- 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.

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to

achieve high speed and feeding processing. IR Cutting depth

0007 GINH @U!EHJ@

KIS 8 Dimameter cutting [ap=0.1RE
ELfE (mm) Shank 4 6 8 10 | 12 | 16 | 20
ae=0.2RE
E n (min) 6400 | 4300 | 3200 | 2600 | 2200 | 1600 | 1300 ap : BRELIHIFERE Axial depth of cutting
IS i ae : RE)YIEE Radial depth of cutting
HEREEVF (mm/min) | 470 | 490 | 550 550 | 510 | 450 | 410 RE : 7R R Edgs Angle
RE
EMB 4000 DCT on
| APMX

OE@OOSO Caew |

EMESE Model No 9 gl KB Diameter of Cutting 7R Flute Lengt HAEBELRE Shank %2 K Full Length
LS
RE

DC APMX DCON LF
EMB4010 0.5 1

EMB4200 20




WMAESYE 2 JJERE G ) EFIME Material

@® & G
~ For Aluminum Alloy 2 Flute Ball Nose Carbide End Mill Aluminum Copper Plastic

PPOTH

@ RABRR AEREENS - NESEEIEFITE u REE
International tolerance standard h5, tolerance range control at u level accuracy.
RRABERS - KRS T HMENAMAEEY - BEEDIHES - BERTSESESRMT -

Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance
to achieve high speed and feeding processing.

- IR ETIBRAE AR - BAISIIN TR  BAMIMIES -
- EWBRIIRAIRIEA35 %5t -

- Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.
- EWB series helix angle 35° design.

000z amid IICHT

14128 Dimameter cutting

EH1& (mm) Shank 3] 4 6 8 10 12 16 20

HE5% n (min) 8400 | 6400 | 4300 | 3200 |2600 |2200 | 1600 |1300

SEXGREVE (mm/min) | 150 | 235 | 245 | 275 | 275 | 255 | 230 | 205

$JHIRE Cutting depth

Iap=0.1RE
ap : EHEIEIERE Axial depth of cutting
ae : ZEIIYIRE Radial depth of cutting
2e=0.2RE RE : 7J&R R Edge Angle

EWB 2000 DCI EDCON
ONE®D iz L

EWB2010 0.5 1 2

EWB2120




o v BS54 8 Special Coating For
e et
2 Flute Ball Nose Seismic Performance Carbide End Mill Alloy Steel Carbon Steel

E2HPS00ME SME S TNISEREHRC50°~60°

New P500 series, with high abrasion resis tance, high ductility material, capable of machining high
hardness HRC 55° ~60°.

RABIFRAEFERS » QESEIEITE u REE

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

- BISISHYIRMEEARET  BXUNGIINIES) - BASIIMIE6 -

- AN FIEE A RAITINGRE - EINT)EMBFRENY - eaBEHE -

- RABERIIE > KBRS T RIS BERDIEES - BRT&EEERNT -

- EPBRIIRAIRNEAI5 BRET -

- Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.

« Ultra-fine particle cemented carbide AITiN coating for increased tool wearability and improve the chip removal.

- 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.

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

- EPB series helix angle 35° design.

17412281 Dimameter cutting Iap=0.1RE

0002 9dd @ll!eu:)@

1I4I;RE Cutting depth

E1¥ (mm) Shank 3 4 6 8 10 12 16 20

ae=0.2RE

ap : BELYIERE Axial depth of cutting
3 i ae : RELJHIFEE Radial depth of cutting
SERREEVF (mm/min) | 150 235 245 275 275 255 230 205 RE : 7R R Edge Angle

& n (min) 8400 | 6400 | 4300 | 3200 | 2600 | 2200 | 1600 | 1300

EPB 2000 . -
oo XL 3 ) Re|_apwx_|

ESEE Model No 7)f3 REdge Angle  #JJ4lE € Diameter of Cutting )7)RE Flute Length HREREFE Shank 1Z%#2 K Full Length
AR

RE DC APMX DCON LF
EPB2010 0.5 1 2 4

LF

EPB2200 10 20 40 20 100




ER4552E Special Coating For
AN SN SINBIN L ')
2 Flute Ball Nose Seismic Performance Carbide End Mil Alloy Steel Carbon Steel

EHE0ME SME S5 - TN ISEEHRC50°~60°

New E300 series, with high abrasion resis tance, high ductility material, capable of machining

high hardness HRC 55° ~60°.

RAZIEDEM - MITHEEHRCSS UT AR AZEFELS - QEHEEHITE u BBEE

Using the latest import carbide rod, it can process on hardness up to 55HRC, international tolerance

standard h5, tolerance range control at u level accuracy.

- WIS ST IREAEERREt  BRIIHIINIES  BAHIMISES -

- RABMN RS S SAITINERE - BINT)EMEFEN - MeaEEHE -

- RRABRIIE  KigiRs T iRIERNmEREY  BERDIEES - BRT&EeERNT -

- EEBRIIIRAIZNEA35 F%5t -

- Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.

- Ultra-fine particle cemented carbide AITiN coating for increased tool wearability and improve the chip removal.

- 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.

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

- EEB series helix angle 35° design.

114128 Dimameter cutting

000z 944 I1CHT @

E1&E (mm) Shank 3 4 6 8 10 12 16 20

$2& n (min) 8400 | 6400 | 4300 | 3200 |2600 |2200 | 1600 |1300

SEIGREVE (mm/min) | 150 | 235 | 245 | 275 | 275 | 255 | 230 | 205

14U E Cutting depth

Iap=0.1RE
ap : BAELIAEIFE Axial depth of cutting
ae : EEIIHFEE Radial depth of cutting

ae=0.2RE RE : 7J&R R Edge Angle

EEB 2000 DC DCON
ONREHODID RE | APMX e

7] R Edge Angle 114IEfE Diameter of Cutting 1)7) R E Flute Length HRERE R Shank 1Z#2 K Full Length
SIS VodelNo RE ) APMX DCON LF

EEB2020 1 2 4 4 50

EEB2120 6 12 24 12 75




E 45528 Special Coating For
e otz D DD 0 )
4 Flute Ball Nose Seismic Performance Carbide End Mill Alloy Steel Carbon Steel

EHP50011E SME S84 - TN TSEEHRC50°~60°

New P500 series, with high abrasion resis tance, high ductility material, capable of machining high

hardness HRC 55° ~60°.

PR AZEIRENS - QEHEIEGITE u BEE

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

- EIEISIYIRRAE A BRIIEIINIES) - BASMINISES -

- BRBERIIS  KiEiRs T iRIEMMEREY - @ERDIEES - BRTSERSERNT -

- EPBRIIRAIZNEA35 545t -

- Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

- EPB series helix angle 35° design.

0007 9dd @UJEHJ@

11412 % Dimameter cutting

EH{E (mm) Shank 4 6 8 10 12 16 20

E33% n (min) 6400 | 4300 | 3200 | 2600 | 2200 | 1600 | 1300

SELSEEVF (mm/min) | 470 490 550 550 510 450 410

1I4I;RE Cutting depth

[Jap=0.1RE
ap : BiEIHIRRE Axial depth of cutting
ae : FEIHEE Radial depth of cutting

ae=0.2RE RE : 7J&R R Edge Angle

EPB 4000 - .
.
v U T R 35 [ REL APwx_| .

= 73 R Edge Angle )4 &8 Diameter of Cutting 1)7) R E Flute Length REREFE Shank 1Z#2 K Full Length
TR ModeiNo RE DC APMX DCON LF

EPB4020 1 2 4 4 50

EPB4200 10 20 40 20 100




5] B EAME Material
2 yjﬂégﬁi’«%ﬁiﬂﬁ%%ﬂ % @ @ @ @ Er a/e”a-;rT = 8
2 Flutes Ball Nose Carbide End Mill Series S  Stainless steel LS Hlen]

RAZIEOEM - MITHEREHRCSS UT  RABEBAZERENS - QEHENEHITE u REE

Using the latest import carbide rod, it can process on hardness up to 55HRC, international tolerance
standard h5, tolerance range control at u level accuracy.

n@ - EISISIYIRRAEERRE  BRIIHIINIES) - BAMINISES -
Y - RABMEN FIEE A SAITINGRE BN BB - eaBEHE -
QU - FEERTS  KERSTRHEEAT SR BRI TIEES - BT SESERIT -
§ - DMBRIIRREIRA0 Wit

© « Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.
O . Ultra-fine particle cemented carbide AITIN coating for increased tool wearability and improve the chip removal.
E - Micro-diameter design is beneficial to the processing requirements of cutting, specially in processing in small
g space. It provides precise accuracy of machining and excellent surface finish.
=)
=)

« Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.
- DMB series helix angle 30° design.

)42 8 Dimameter cutting

E7% (mm) Shank 4 6 8 10 12
#55% n (min) 6400 4300 3200 2600 2200
SERSEEVF (mm/min) 235 245 275 275 255

HIYIEE Cutting depth
[ap=0.1RE

ae=0.2RE

ap : EELIHIEE Axial depth of cutting
ae : EEIHIERE Radial depth of cutting
RE : 78R R Edge Angle

DMB 2000 @ QELHY R

DCON
f%ﬁlﬂf?f .’ S GHTED T
Usmu AP T

[Imym Resmlance !

7] R Edge Angle 114IE£E Diameter of Cutting 1)7) K& Flute Length TREPE R Shank 1Z#2 K Full Length
SIS ModelNo RE ) APMIX DCON LF

50

DMB2030

DMB2120




AN PBIPE

RIBRSHERT] - BRANSREEAFIWMEGEMNT - RIBE - BES

Long necked ball nose end mill is suitable for high step molds or workpiece surface profiling, with stable

dimensions and high precision.

- BIFISIYIBRAEERRET  BRIIEIINIES) - BAMINISES -

- BRBERIIS  KiEiRS T MRIEMMEREY - BERDIEES - BRTSReERMNT -

- DWB*7I| - DPBRIEIRAIEEA30 &5t -

- Adopts a full carbide cutter body unique edge structure design to effectively suppress the processing vibration.

- 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.

« Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

- DWB vs. DPB series helix angle 30° design.

0002 4dd / 210002 9Md @U!EHJ@

1)41281 Dimameter cutting HI4IERE Cutting depth
ap=0.1RE
E1E (mm) Shank 4 6 8 10 12 Ip
#23E n (min) 6400 4300 3200 2600 2200
ae=0.2RE
SEFRRE VF (mm/min) 235 245 275 275 255 ap : BHEEIEIERE Axial depth of cutting

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

DWB 2000L2 o e
19
ste

OEO0D ST ¥ R

: . L LF

ERME Material

e eEred
Aluminum Copper Plastic pab=]

Bevel
7B HIHIEE NRE REER g A EARE BERR
ERESEE Model No R Edge Angle  Diameter of Cutting Flute Length Shank Neck Shank Effective Length Full Length
RE D APMX DCON DN LU LF
DWB2010L204 0.5 1 0.8 4 0.95 4 50

DWB2010L208 . 1 0.8 4 0.95 8 50

EHP50041E SME SEE - TN ITSEEHRC50°~60°

New P500 series, with high abrasion resis tance, high ductility material, capable of machining high hardness
HRC 55° ~60°.

DPB 2000 RE
k) oo

B A¥T42 /8 Special Coating For APMX

Alloy Steel Carbon Steel

= 7] R Edge Angle 114IE 48 Diameter of Cutting 117K E Flute Length HRERE R Shank 1Z#2 K Full Length
A ModelNo RE bC APMX DCON LF

DPB2060 3 6 12 6 50

DPB2100H




2 ] 1B B2 58 S T %5

2 Flutes Corner Radius Carbide End Mill Series

BEAME Material

Steel

£ 'Y =
L
" Stainless steel QLRI

e

Q)
5

004000z aa_ &9k ZopINERELED

ERESE Model No
DMR2010R02

- DMR2040R15D6

.
=~ DMR2060R02E 1

mi
el DMR2060R05

=
=/ DVMR2060R05H
r— DMR2060R10

DMB 2000R00
(300

HTRERET - AIREESTITIR
Special design for
protecting end mill tip

7]/ R Edge Angle

14128 Dimameter cutting

RAZMEDOEM - MITHEEHRCSS T » IRAERAZERENS - QEHEIESITE u BEE
- RRERI)S KBRS T MR REY  BERDIEED - BRTSESERNT -
- DMRRFIRFIRIEA30 35T

o

B1E (mm) Shank 4 6 8 10 12
#3iE n (min) 6400 4300 3200 2600 2200
SEFGEEVE (mm/min) 260 280 285 270 270
DC
APMX
RE LF

DCON

$J4IEL4R Diameter of Cutting

17)RE Flute Length
APMX

HREPE{E Shank

DCON

o]

{&2# % R Full Length
LF

50

48

X EETH-

% Continued on next page.



Meinel\IINSINGIN L )

Using the latest import carbide rod, it can process on hardness up to 55HRC, international tolerance
standard h5, tolerance range control at u level accuracy.

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.
- DMR series helix angle 30° design.

7] R Edge Angle  #J]4JE 4 Diameter of Cutting 17K Flute Length HREBE R Shank 1Z#2 K Full Length
fESE Model N
FEAESR Modelfio E APMX DCON

lw)
© Ig)

DMR2060R10E1

DMR2120R10H 1 12 30 12 100

1dvd 43N

1avVY HINHORCAZLEE D




1] 7 X SEFAME Material

2 Flutes Long Neck Corner Radius Carbide End Mill Series

heivelNIINgIN AL B

RRAZIMEOEM - MITTHEEHRCSS T @ IRABIRRAZEITAERS - NEHEESIE u REE
Using the latest import carbide rod, it can process on hardness up to 55HRC, international tolerance
standard h5, tolerance range control at u level accuracy.

- BRBERIE  KigiRs T iRIEMMEREY - @ERDIEES - BRTSERSERNT -
- DMRRFIRFIRIEA30 35T -
- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.
- DMR series helix angle 30° design.
14128 Dimameter cutting

210080002 SNC @U!EHJ@r- NIavH HINYHC

B (mm) Shank 4 6 8 10 12
#55% n (min) 6400 4300 3200 2600 2200
SERSEEVF (mm/min) 260 280 285 270 270
DMB 2000R00L2 ;
DC ~ DCON
OIEEIO® Sk ) =

78 IHIER TIRE oIfEFARE BEZR
R Edge Angle Diameter of Cutting Flute Length Effective Length Full Length

RE DC LU LF

DMR2120R10L230 1 12 14 12 30 75




4 ) 16 B 558 i )

4 Flutes Corner Radius Carbide End Mill

Meinal\AINSINGIN 2L

RAZMEDOEM - MITTHEEHRCSS T » IRAERAZERENS - REHEIESITE u BEE

Using the latest import carbide rod, it can process on hardness up to 55HRC, international tolerance standard

h5, tolerance range control at u level accuracy.

- RAERIIS KBRS T MR ERRN - BaRDtIEIES - BR T &S ERMNI - DMRRFIRA

B2HEM30 RET ©

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing, DMR series helix angle 30° design.

IHIZH

Dimameter cutting ELfE (mm) Shank 3 4 6 8 10 12 16
E33% n (min) 6300 6400 4300 3200 2600 2200 1600

ERREEVF (mm/min) 520 520 560 570 540 540 400

DMB 4000R00
DC DCON
0 EOOO0
RE LF

SEFAME Material = -

s HHRE  AREER IR
" Stainless steel WeERHIUIF Special design for protecting end mil tip

7] R Edge Angle
RE

bt
Steel

1HIEFE Diameter of Cutting 1)7) R E Flute Length

APMX

ERESER Model No
DMR4010R02

HREBEE Shank 1Z#2 K Full Length

DCON LF

0080007 AN &M1EH D Eo L RELE

3.75

DMR4040R05E1

0.5

£
-
o

B TE - X Continued on next page.



7)5 R Edge Angle  #JJ4lE € Diameter of Cutting $)7) R Flute Length REREE Shank 1Z#2 K Full Length

R MRl APMX DCON LF

' DMR4040R05E 1D6

@MR4040R10H

DMR4040R15

~= DMR4120R10H

' DMR4120R20

m
=
=
>
=
=




4 J) [ B DU SR i Bk 1] 25

4 Flutes Corner Radius Seismic Performance Carbide End Mill Series

EHY5% 28 Special Coating For

Al ]
Alloy Steel Carbon Steel

New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.
- FAERIIE > KigiRs T IEERNA RSN  BERIEIES  BRT SE=ERNT -

hzivelvIINgING AN AL W

EHPS00SME « SEIMME M ISEEHRC55°~60°

- DMRRFIHRFIRAEMA30 3&5T -

« Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to

achieve high speed and feeding processing.

- DMR series helix angle 30° design.
4128 Dimameter cutting

EH1E (mm) Shank 3 4 6 8 10 12 16
#35% n (min) 8500 6400 4300 3200 2600 2200 1600
SEFREEVF (mm/min) 680 520 560 570 540 540 400

DPR 4000R00

OHIROLOD

HSTRERET » AIRERSTITIR
Special design for
protecting end mill tip

EMmESE Model No

713 R Edge Angle

HI4IEE Diameter of Cutting

LF

117) R E Flute Length

ZRE1® Shank

1E#E2 K Full Length

0040007 Hdd LHEHD ERJINERED

DPR4010R02

DPR4080R02

DCON

£

oo

LF
50

60

1avVY HINHORCAZLEZ D




A 35 EAY 2B Special Coating For
v A EE NN T 6 Y TE b 6 0 i B ) - ,
Alﬁyﬁé@el Carﬁb}%nﬂgteel

High Precision Machining 6 Flutes Corner Radius Carbide End Mill

hzivelcINgINGIN AL W

EHP500SME « SEIMME DTN ITSEEHRC55°~60°

New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.

- RABERIE > KBRS T RIENmEEYT  BERIEES - BRT SEeERNT -

- GPRRJIRFAIRNEH45 255t -

- Using round flute, improve the shock resistance and resistance to collapse, by reducing cutting resistance to
achieve high speed and feeding processing.

- GPR series helix angle 45° design.

14128 Dimameter cutting

0040009 ¥dD LD ZopININERELED

EH{&E (mm) Shank 6 8 10 12 16 20
% n (min) 4250 3200 2550 2200 1600 1300
HELREEVE (mm/min) 510 580 610 660 580 580
GPR 6000R00

=

DC DCON
R« TRERATITIR RE [-—APWX LE

Special design for I l
protecting end mill tip

7] R Edge Angle 1JJ4IE£E Diameter of Cutting 1)7) R E Flute Length RERE R Shank 1E#2 K Full Length
DC APMX DCON LF

EmRE%E Model No

GPR6060R02

GPR6200R20 2 20 50 20 100




A JVIEIRIEA T~ A URE I L B i 5 ) %5

4 Flutes Non Rounded Land Unequal Division Unequal Spiral Corner Radius Carbide End Mill Series

BERAME Material
OSaanad PTYITISE
CICEWY  Stainless steel Cast Iron

TAERE, AIRESEEEMINEY - "THEE, ARSENTNERE
Unequal division to improve seismic resistance for high speed feed machining, Unequal spiral to improve high
speed processing resistance to chipping.

RHHRERTIR  aERHEImIEENED - B 7ERESNEGE - BEERNIRE - BANENISS
Special protecting end mill tip, can effectively suppress the vibration generated by processing, also reducing the
damage of vibration, and with excellent surface and enhance the end mills life.

- FMRRFIIRFIRNEMA35 /38 545
c NEIIRE - THFZIEBESHET) - PRGN TARAEERES - BT EREESMNEE  EEERMNIERE
RATIEFERFEE® -

- FMR series helix angle 35°/38° design.

« Special design for protecting end mill tip, the design of unequal flute division end mill can improve vibration
generated during processing, it also reduce the damage of vibration, the PH-FMR series corner redius end mills
make the material with excellent surface also enhance the end mills life.

114128 Dimameter cutting

008000 MINJ-Hd @UJEHJ@' 1aYY4 HINHO

E1E (mm) Shank 3 4 6 8 10 12 16
#3335 n (min) 6300 6400 4300 3200 2600 2200 1600
EREEVF (mm/min) | 520 520 560 570 540 540 400

PH-FMR 4000R00 @ Qeg@
RE_A1° A2°

T%ﬁﬁﬁ Unequal Spiral A1°#A2°
FERE Unequal Division DCON
APMX

HERaREt - FI{REERT)
Speual design for protecting end m|II tip
7] R Edge Angle 4B 48 Diameter of Cutting 117K E Flute Length REPE R Shank 1Z#2 K Full Length
RE APMX DCON LF

ERESE Model No
PH-FMR4040R05

~ PH-FMR4100R05

~ PH-FMR4100R05H

~ PH-FMR4100R10

~ PH-FMR4120R08L136




HAYETk2E Special Coating For
FEEEA TS E ~ A TFRRGEDT R 1B B 25 3 i B /)

Non Rounded Land Unequal Division Unequal Spiral Seismic Performance Corner Radius Carbide End Mill

EFPS00SME « SEIMEME TN ISEEHRC55°~60°
New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°.
- FPRZAIIZFMEHEMA35 /38 5%5t - « FPR series helix angle 35°/38° design.

PH-FPR 4000R00 @

RE A2° FZ42j%E Unequal Spiral A1°#A2°

A1°
B1°
FZ 42| Unequal Division DC \ DCON
B1°#B2°

ia et g SIERENED

APMX
LF
HERRRET - AI{REER T TR ' '
Special design for protecting end mill tip
7] R Edge Angle 114IE£E Diameter of Cutting 1)7) R E Flute Length RERE R Shank 1Z#2 K Full Length

EmMEEE Model No

RE DC APMX DCON LF

AL

2 PH-FPR4100R20

= PH-FPR4120R05

m

e

e PH-FPR4120R10H
=

= PH_FPR4120R20

S PH-FPR4120R30L 136 3 12 36 12 75




EF4ST4 28 Special Coating For

JEEE Ao 8~ AR HEDT R I £ S5 80 i B )

Non Rounded Land Unequal Division Unequal Spiral Seismic Performance Corner Radius Carbide End Mill

pelcANgING AN AL B

EHE0SME  SFMUME TN ITSEREHRC55°~60°

New E300 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°. X

WHRERTTIR - TTERFIMIEENES) - L TIEREENERE - EERRNIRE @ BATENISS

Special protecting end mill tip, can effectively suppress the vibration generated by processing, also reducing the

damage of vibration, and with excellent surface and enhance the end mills life.

- FERRIIRAIRNEHE35 /38 &t o

c TEIIRE - THZRE ST - FIERUNGINIAAEERES - BT ERESMNERE  EEERMNINIERE
RATIEFRF-ESS -

- FER series helix angle 35°/38° design.

- Special design for protecting end mill tip, the design of unequal flute division end mill can improve vibration
generated during processing, it also reduce the damage of vibration, the PH-FMR series corner redius end mills
make the material with excellent surface also enhance the end mills life.

1dvd 43N

PH-FER 4000R00 @ 1@E OO

B2° RE e AZ° 248K Unequal Spiral A1°#A2°

B1°,
TZ 4538 Unequal Division pe \ DCON
B1°#B2°

L APMX
LF

004000% YI-Hd @UJEHJ@

HSTRERET - AIREESTITIR
Special design for protecting end mill tip
7)f8 R Edge Angle 1JJHIE R Diameter of Cutting 17)RE Flute Length HREPE1E Shank 1Z# % K Full Length
= APMX DCON

AR Model No

DC
4

PH-FER4120R30 3 12 30 12 75

1dvYd 43NHC



000000 Odd-Hd @U!EHJ@r- NIavH HINYHC

4 JVIERIEAF 5~ A FRRGE C £ 10 B4 8 0 i 5 )

4 Flutes Non Rounded Land Unequal Division Unequal Spiral C Corner Corner Radius Carbide End Mill

E R4 Special Coating For

p=F | fix #§
Alloy Steel Carbon Steel

Nel\INgINGANAL B

WELHCAEREMIER  BRNGISEERFIELNES - IEME

WA TERESNEGE HEERNIRH @ fATJENISE

Meet the processing needs of workpiece C corner formed can effectively suppress the vibration caused by high
speed feed, reducing tool breakage due to vibration, is conducive to high quality machining surfaces and
improved tool life.

- FPCRIIRAIZNEA35 /38 &&5t -

c NEIINE - THGIEE ST - ARG IAEERES) BT EREESMNESE  EEERMNNIERE
RBATEEREHSE® -

« FPC series helix angle 35°/38° design.

« Special design for protecting end mill tip, the design of unequal flute division end mill can improve vibration
generated during processing, it also reduce the damage of vibration.

PH-FPC 4000000 @ 1@®HOEHS
A1° _A2°

B1° B2° c T ¥2lE Unequal Spiral A1°#A2°
zzgﬁﬂ;:g;q;zaol Division DC DCON

APMX

&t AR CATITIAR

protecting the top of C corner tip.

$)4IE® Diameter of Cutting 1)7) R E Flute Length HRERELLE Shank 1Z#E2 K Full Length
DC

A TeRRIt APMX DCON




A E ~ A FIRGERTERG 5 J) I EURDRS B85 8 i 38 ) —DIN

Round Land Unequal Division Unequal Helix High Feed 5 Flutes Corner Radius Rough and Fine Carbide End Mill-DIN

EFAME Material

@@= ED

@@@@@@@

RITFEEERREDINRERG - FNRNIESHER @ RELEMIES
SRETREMRTH - ERERABENI - EEEITRANINR
TEDRFRSERELMTIREY - THERENRSEMITRAHARY
Fixed surface for reducing vibration-DIN design extend tool processing life and improve processing quality.
Can high feed milling, applicable for both rough milling and finishing, can adapt to larger cutting depths.
Unequal division to improve seismic resistance for high speed feed machining, unequal spiral to improve
high speed processing resistance to chipping.
- WETRTIEEERET o BERL D N TRE ST INERBALE -
« TLERRARIR - ARERINTRBMEE -
s MABEHERE  RAHERR -
- FMRRFIIRFIRIEMA35 /38 545t -
- Special tooth design can reduce processing resistance and increase chip breaking efficiency.
- Exhibits excellent performance in cycloidal machining.
- Can adapt to larger cutting depths, enlarge the chip groove design, and improve chip removal efficiency.
- FMR series helix angle 30° design.

1412 & Dimameter cutting

E1& (mm) Shank 6 8 10 12 16 20
#5% n (min) 4300 3200 2600 2200 1600 1300
SEASEREVF (mm/min) 560 570 560 540 520 520

SUH-FMR 5000R00L1-DIN @ @@ DO

ik B2° RE A1° A2 FZHE Unequal Spiral A1°#A2°

5% Unequal Division

B5° DC DCON
B1°#B2°#B3°#B4°#B5°

B3° APM |

7] IHIER INTRE & me I fEFARE REER
ERESE Model No R Edge Angle Diameter of Cutting ~ Flute Length Neck Shank  Effective Length  Full Length
RE DC

APMX DN LU
_ SUH-FMR5060R05L124D-DIN

" SUH-FMR5100R05L 140H-DIN

" SUH-FMR5160R05L164K-DIN
SUH-FMR5200R05L18




A 500~ A SRR s S RG 4 D181 B RS S5 80 Sk /)

Round Land Unequal Division Unequal Helix High Feed 4 Flutes Corner Radius for Hard Materials Carbide End Mill

YEGAEEEA - ERAREIEM - MATEG - RAWSIE - MEREE
Special titanium coating, suitable for hard materials and aerospace parts, improved high temperature resistance
and wear resistance, the surface is not easy to stick to metal.

RETRERTH - REETRANIR - TEIENRSEERMINAEY - THREFRSENIREARYE

Can be high feed milling, can adapt to larger cutting depths, excellent performance in trochoidal machining,

unequal division to improve seismic resistance for high speed feed machining, unequal spiral to improve high

speed processing resistance to chipping.

- ARSI RTBRE - MABEERET  BABEHE  FMRRIIRAIZIEH35 /38 &%&t -

- Exhibits excellent performance in cycloidal machining, enlarge the chip groove design, and improve chip
removal efficiency, FYR series helix angle 35 /38 design.

P I <in o1 SINSINGI oL 5
Special Coating For Titaﬁium K12 # Dimameter cutting
4 6 8 10 12 16

BE1& (mm) Shank
#3% n (min) 3900 2600 2000 1600 1300 1000
EHEEVF (mm/min) | 310 210 160 190 150 160
EREHEE TS " ' )
Special Coating For tngu%gz Dimameter cutting
BE1E (mm) Shank 4 6 8 10 12 16
E85% n (min) 1900 1300 1000 800 650 500
EHEEVF (mm/min) | 150 100 80 90 80 80
° R u | Spiral A1°£A2°
SUH-FYR 4000“00 B1° B2 A1° AD° T Z 42 }E Unequal Spiral
O RODOS o0 O
T Unequal Division ARMX LF
B1°#£B2° k

7)f3 R Edge Angle  #JHIE#E Diameter of Cutting 1)7) K& Flute Length 1REREI R Shank 1E#E2 E Full Length
RE DC APMX DCON LF

~ SUH-FYR4060R15

 SUH-FYR4080RO05E1
~ SUH-FYR4080R15
( SUH-FYR4100R05

~ SUH-FYR4100R10

- SUH-FYR4100R20




TR A T ) @ @ @@ L —
Double Edged Dovetailed Special Chamfering Tool SICEY  Stainless steel  WeERAo]

LIIRRERE  TREREARNEATER BN MIRRIIR

Double edged dovetailed design, could meet chamfering needs for various angles, effectively saving machining
time and tool holder costs.

- RABN T REE A SAITINERE - 1807) EmiEEN -
- FRAEEWALTER A SR E L 2 - MERTHEERRE -
« Produced with german WALTER five-axis machine, the dimension is accurate and stable.

« Using ultra-fine particle cemented carbide AITiN coating increases tool wearability.
1142 8 Dimameter cutting

DWV-HO /OWV-DD @U!EHJ@ W

B (mm) Shank 6 8 10 12

E5& n (min) 3700 2800 2200 1900

SEFREEVF (mm/min) 400 500 650 650

CC-AMC on
® 0® & o DCON
. APMX —
DCR7132 590 LU LF
DC series 90°

HMEE ITIRE TREER @ @ A fERRE 7% B

ERESE Model No Diameter of Cutting Flute Length Shank Neck Shank Effective Length Flute Full Length
DC APMX DCON DN U CICT LF
CC-AMC4040L207DD6 4 1.9 6

DRZFIZ 90 APV LU L
DR series 90°
IHIER NITIRE REER e BIfEARE 7 % = N
EREER Model No Diameter of Cutting Flute Length Shank Neck Shank Effective Length Flute Full Length §
DC APMX DCON D)\ U CICT

CR-AMC4060L206D

CR-AMC6120L212

SRR 7 A RImEEA RE V& EEEA
Chamfer Of ) ’ . Side V .
Rounding Hole Chamfering Side Chamfering Back Chamfering

Groove Processing



P HEAME Material
2 JY S a5 (i SR 51 igi\g @ ———_____
2 Flutes Carbide Chamfering Positioning Drill Series I  Stainless steel WeEEAIN)

IREEFAERA30 5RAT - NCHIRERENSY « #7L  BIA7IR » ETREAAA - BIARAES « BRI -

Helix angle 30° design, positioning drill, drilling and chamfering tool for NC milling machine, suitable for
positioning machining, hole chamfering and round hole chamfering.

- RABN T REE A SAITINERE - 1807) EmiEEN -

- FRAEEWALTER A SEITEL & » IEERTEEHIETE -

« Produced with german WALTER five-axis machine, the dimension is accurate and stable.
« Using ultra-fine particle cemented carbide AITiN coating increases tool wearability.
128 Dimameter cutting

EfE (mm) Shank 3 4 5 6 8 10 12 16 20
#53% n (min) 7400 5500 4400 3700 2800 2300 1900 1400 1100
HERREEVF (mm/min) | 300 220 180 150 120 90 80 60 45

DT-DMC 2000

DC IDCON
@ @@ | APMX

DTH 33560 LF
DT series 60°

0002 DNA-LA @U!EHJ@ m

i

258 Model No HIHIBERE Dial;lce:ter of Cutting $)7JRE Flute Length HREREL® Shank 1Z#2 K Full Length

APMX DCON LF
DT-DMC2030 3 10 3 50

DT-DMC2200 20 40 20 100

EFLES B A EAINT

Chamfer Of Rounding Hole Chamfering Positioning processing




2 JY S a5 (i R 51 igi\g @ b €
2 Flutes Carbide Chamfering Positioning Drill Series SICEIWY  Stainless steel EeEEHlen]

90°

DC-DMC 2000 A4
@ .@@ DC | jDCON»
APMX . ‘

DCRZIFEAEI0 i
DC series 90°

14 B4R Diameter of Cutting $)7) =& Flute Length HRERE{E Shank 1@#2 K Full Length
_y
i DC APMX DCON LF

DC-DMC2030

DC-DMC2040E1

Ma-ad /

DC-DMC2200 20 40 20 100

000¢ O

DR-DMC 2000 20

<
N3 DC jDCON
o i 0 T ) ‘

DRZAFIFE 120" 1
DR series 120°

14 B4R Diameter of Cutting 1)7) R Flute Length HREREE Shank 1Z#2 K Full Length
AR Model N
FRAREEH Hodel 10 DC DCON L

DR-DMC2030 3 10 3 50 H

DR-DMC2060H

DR-DMC2080H

DR-DMC2100H

DR-DMC2120H




2 FY SR 8 bR P 80 £y 2 S R @ @ @ e e o
2 Flutes Composit?Carbide Chamferiing Positioning Drill Series lﬁﬂ M&@

RIEAERFS0 &E  BARESMENTIER

Helix angle 30° design, applicable for composite materials processing.

90°
DC-DWC 2000
DC DCON
@ APMX ‘
. LF
@ DCZ 53 /A90 1
DC series 90°
o #JBIE R Diameter of Cutting $)7) /R Flute Length HRERE R Shank 1Z# 2 K Full Length
L D DC APMX DCON LF
s DC-DWC2030 3 10 3 50

DC-DWC2160 16 35 16 100

DR-DWC 2000 e
(v

. LF ‘
DRZRFI3E 120 y
DR series 120°

0002 OMd-9d / 0002 O

BB £ Diameter of Cutting $)7) R Flute Length HRERE R Shank 2% 2 K Full Length
DC APMX DCON LF

EFLES Bl & EAINT

Chamfer Of Rounding Hole Chamfering Positioning processing



2 J R (R

EF4552 8 Special Coating For
2 Flutes Carbide Chamfering Positioning Drill Series

Al fix i
Alloy Steel Carbon Steel

E2HPS00SME - SEIMME SN ISEREHRC55°~60°  RiEAERA30 &5

New P500 material with high wear resistance and toughness, capable of machining high hardness HRC55°~60°,
helix angle 30° design.

90°
DC-DPC 2000 <
2e DCON
,
(o ) T (30 2 | [% |
DCH5U3E 90 iz
DC series 90° ! |
S8I%E Model No IIHIER DiaDméter of Cutting £)7)ERE Flute Length HRERELLE Shank

APMX DCON
DC-DPC2030 3

DC-DPC2200 20 40 20 100
EfLEH & 7 ERLNT
Chamfer Of Rounding Hole Chamfering

Positioning Processing




BEAME Material

2 J15E 137 101 S 65500 8 2 57 Cilislng @ €D i X
2 Flutes Positioning Silde Milling Carbide Drill Series I  Stainless steel WeEEAIN)

12HEA30 5REt - NCHIREAENE « A AASIEAEETIR

Helix angle 30" design, suitable for positioning machining, hole chamfering and side milling or round hole

chamfering.

- BN TIEE S AITINARE » T AMIEFEN - SRAZBEWALTERASITEL E - MERTHEEREE

- Produced with german WALTER five-axis machine, the dimension is accurate and stable, using ultra-fine particle
cemented carbide AITiN coating increases tool wearability.

171412 8 Dimameter cutting

E1E (mm) Shank 3 4 5 6 8 10 12 16 20
g3 n (min) 7400 5500 4400 3700 2800 2300 1900 1400 1100
SERREEVF (mm/min) 300 220 180 150 120 90 80 60 45
90°
DC DCON

(v R 2 1 (R T30 v _APMX_|

DCX7I3E&90
DC series 90°

LF

14 4R Diameter of Cutting 117K E Flute Length HREREE Shank 1E#2 K Full Length
-
B DC APMX DCON LF

DC-DMM2040 4 8 4 50

DC-DMM2200 20 40 20 100
120°
DR-DMM 2000 A
DC DCON
O RECO0 o
DRZAFFE 90" LF

DR series 90°
Q]

E S8 Model No HHIER Dlalsnéter of Cutting

117K E Flute Length HREREE Shank 1@#2 K Full Length
APMX DCON LF

DR-DMM2060 6 12 6 50

DR-DMM2080

DR-DMM2120

DR-DMM2200
EFLEIS I ERINT FE R

Chamfer Of Rounding Hole Chamfering Positioning processing Incline Side Milling



R HE (2] A SR8 Bk ) @ @ @ il
bl 5 =8
Precise Chamfering Carbide End Mill ﬂ Cast Iron

TS - ALEAMTRERNS

AIFEEERRFDINGRERE - ENENISHRER  RETFENIES

Best tool for precise chamfering and hole chamfering.

Fixed surface for reducing vibration-DIN design extend tool processing life and improve processing quality.
- A TR S RATINER - #07) AHEFEE -

- SRFAEEWALTERASETES &  IERTHSEBEE -

« Produced with german WALTER five-axis machine, the dimension is accurate and stable.

- Using ultra-fine particle cemented carbide AITiN coating increases tool wearability. @
H]HI28 Dimameter cutting g
B (mm) Shank 4 6 8 10 12 Q
3
E83E n (min) 5500 3700 2800 2300 1900 :
@
HEFSEEVF (mm/min) 660 740 560 690 570 -
Q
90° Q
DCC-DMC-DIN E
DC DCON e
0 S I I
. }‘—’FAPMX LF ‘
DCF 51390 ‘ ]
DC series 90°

EREE Model No $J4IE R Diameter of Cutting 1)7) & Flute Length REREL{R Shank 1Z#2 K Full Length

7] B Flute
DC APMX DCON LF CICT
DCC-AMC4040 4 2

DCC-AMC61

EERE ] & A A

Chamfer Of Rounding Hole Chamfering Internal Chamfer




000z OWA-HOA  /IEHD @ m

90° 5% iy 2 imiafb 2 Y] BBl f S 1 88 @ @ @ ERME Material

£ 1 D =
i \ﬁﬁ ﬁﬁ ﬁ
90° Angle Reinfoced 2 Flade Carbide Chamfering Drill SICEY  Stainless steel EeERAI]

90" SR A RIn R ER FRAFRR S V) IREERRET + A TIHIFES « BRI EER - EHERREL

90° angle reinforced special protection design, reduces cutting stress and effectively lowers wear - optimize chip
removal performance.

- BRHEA12°5ET  MIEBRTEXEAREE - NCHREREME  ALERE /e -

- AN FIEE A SAITINERE, N AMBEREY - ERTVENISS - #ETEMIEE -

- Adopts a 12° helix angle design for precise and stable grinding dimensions, NC milling machine specialized
positioning drill, hole chamfering, and chamfering tools.

« Using ultra-fine particle cemented carbide AITiN coating increases tool wearability.

90" Skl HekRERAT
90° Angle Reinforced
Special Protection Design
11412 % Dimameter cutting

BE1& (mm) Shank 3 4 5 6 8 10 12 16 20
B3 n (min) 7400 5500 4400 3700 2800 2300 1900 1400 1100
SERREEVF (mm/min) 300 220 180 150 120 90 80 60 45
DCH-YMC 2000 <
DC DCON
-
0 EODOS 1 . i
DCHZ %3z F90

DCH series 90°

ZE21% Model No 114IE 48 Diameter of Cutting 117) K& Flute Length HREBE LR Shank 1Z#2 R Full Length
An. i

DC APMX DCON LF
DCH-YMC2030 3 9 3 50

DCH-YMC2200

EERE] & A EAMT

Chamfer Of Rounding Hole Chamfering Positioning processing



SHPSSOEME - BRIE - MANE - AR IR RUEE140°  THRO0 AT MRS 2

XA
aIEMET,  EA - LB - BEEIIREIEIINIIRENEERILEATIR

New P550 coating, high wear resistance, high toughness, earthquake resistance, 140° point angle,
90° included angle, and 35° helix angle design.

Collapse resistance, can position drilling, chamfering, hole chamfering, precision deep hole chamfering tool
with multifunctional cutting functions.

141281 Dimameter cutting
H1E (mm) Shank 3 4 6 8 10 12
& n (min) 7400 5500 3700 2800 2300 1900
SELREEV (mm/min) 450 330 225 180 135 120
DCM-EPC 3000 % e
v Yl A 35 pc % DCoN

APMX:

DCCX3IHE 140 ! i
DCC series 140°

EREE Model No PIMIEE Dia[r)nger of Cutting  #]7Jf&=E Flute Length  1FERELFE Shank {ZE#2 K Full Length  SR/\IHIEEE Mini

° iva F & EAY 2B Special Coating For
b rvtr ooy LElNiNlhg %
90° Position Chamfering 3 Flutes Carbide Chamfering End Mill Alloy Steel g Carbon Steel
g
2
o
Q
=
oo
s~
@)
o8]
=
=
=

tting Diameter

APMX DCON LF
DCM-EPC3030 3 1.3 3

DCM-EPC3120H 12 5.23 12 100 2.4
Bl FLEIA E=: HHEES V EVR31E A
Chamfer Of Chamfering Back Chamfering V Type Slotced Internal Chamfer
Rounding Hole




Dy 45 2ANE Special Coating F
swsnpny snewss) )
Parabolic Arc Machining — Carbide Arc Ball End Mill Alloy Steel g Carbon Steel

RAEEO DM ITHE - IRSENEERT] - sBETMIAIRRERER » REETMAIRNSRINT

Using mported five axis machine for grinding carbide arc ball tools, range of machining planing is larger,
can efficiently process larger depth of cut.

RE - AEARWRER AERRAWIN TRENS - MEATEIZHE  BRESRSSNIHEEBRSHRE
Best tool for molds, aerospace turbine blades and impeller on Five-axis machining, also has excellence
performance in high temperature alloy based on different geometric blades design.

- REESEE - BIMARIRMNT - ENTEREEXUEN - RN INE RENTHEERTIEMIS
EIEINTIAA

- B BAENE - BIERIEMIES - #BEH - BEML -

- 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.

- Special arc shaped chip flute, chip removal performance is smoother, suitable for medium and high-precision

machining.
114128 Dimameter cutting
BIEI&ER DC
AR RAangle 1 1.5 2 Diameter of Cutting 6 8 10 2
E55% n (min) 9500 6400 4800 §45% n (min) 9500 7200 5700 4800
ﬁ(fﬁﬁn\)ﬁ 3000 2000 2300 ﬁ(rﬁﬁﬁn\)’f 5200 3900 3100 2600

- Y o N S .
PA-DPB QD@D N

8 S0V £t 0 = 2 B 7 B e 1 7125 A peon

UitimatelSolutionjforfFivelAxisiMachining[of{Molds)
IAerospacelGrade)Titanium)rurbine]Bladesiand[mpellersy — LF !

PA-DPB4060L1140R45 1 45 6 14 6 50 4

PA-DPB6120L1185R40 2 40 12 18.5 12 75 6
S HAREAHIIN TE A E LR
: Comparison of the machining area range of parabolic milling

MTAREEEA
Range of machinin
planing is larger!!

ELEITIATIRIERINT STHIBIBRIEEEIZIR

Can efficiently process larger depth of cut. Range of machining planing is limited.




R R AMT— 2 )5 R AR AEE#RE ] % @

Special R Angle Machining — 2 Flute External R Chamfering Carbide End Mill

RAZIBEDEM - MITTHEEHRCSS UT
Using the latest imported carbide rod, tt can process
on hardness up to HRC55.

0002 TNV @UJEHJ@ NN 1NN

0.05 R AEFEHERE - IR « MY - T ITHEEIR
BN BHaRERZR
R angle precision grinding, accurate processing,
good wear resistance, the best tool for machining
- - - the outer edge of the workpiece with R arc.
bl RS
Pl .. RellefAngIe
\ 90 ELSIR B SRR
i JIER
~90° Bevel R
! 0.1
wam N
Shank Bevel “i_te, Rounding Hole Outside Otuer R Chamfering
H R Chamfering
Difﬂf,'ﬁf% FBR RAngle | 05 | 075 | 1 |125 | 15 [175 | 2 |25 | 3 4 5 6
tti
N9 g n(min) | 7800 | 6350 | 4700 | 4000 | 3100 | 2800 | 2600 |2200 |1900 |1500 [1300 |1100
EIRRE VF
(mm/min) 310 250 190 240 190 170 160 180 150 180 210 180
AMI 2000 @ OEOOS
=y DN
IPCTFR YR Mf/z/ﬂﬂ??/ff]é’; AN
UltimatejSolution{iorOuterEdgelo Workpice it DCON
\WithIRTArcIChamtering[Machining} APMX

LF

SBEAME Material

AMI2015RE0050

AMI2040RE0100D6 1

IN
|
o
|
S}
S




zi?:lliﬁznhn:agl';r?gﬁozg Iﬁeﬁafiliuzz %ﬁf?fﬁbﬁgd Mill @ @ @ @ @ @ @

WHRHRER - ZEOEM - MES - MEEE - 770786 - GRRATNESS - fIAKELE
Special titanium coating and new imported bar, high shock resistance and can resist edge breakage,
effectively improve tool life, smooth surface of chamfer.

260°E5ERET  EASIHRARAMIAKE
260° round head design, suitable for various, special processing and molding.
- EPURZIIRFIRIEA35 2151 - HEUBHEREHEAE  HEBXES -
« Helix angle 35° design, smoother chips evacuation design, high chip removal efficiency and cutting edge
wear low.
4128 Dimameter cutting

JBR RAngle 1 1.5 2 25 3 4 5 6 8
#45% n (min) 12700 8500 6400 5100 4300 3200 2600 2200 1600
EREE Vi

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

14U Cutting depth

11000 Nd4 &I1EHT @

ap : EHEIEIERE Axial depth of cutting
ae : fRE)YIEE Radial depth of cutting
RE : 7J&R R Edge Angle

ae=0.2RE

).—.
ap=0.1RE

EPU 400011 @D @B O DO .

W IR ) REEIE ) EETIREN

260°|DC DCON
internal RiCornerSideMillingVJR{CornerSlotted V) I
BACkSIIe  METRIChaMTEringY APy

ERR%ER &M % i
Special Coating For Alloy Steel Carbon Steel

LF

EPU4020L1016L204 1 2 1.5 1.63 4 4 50

E EPU4160L1133L232 8 16 12.2 13.37 16 32 100




D EAME Material
ot ng o
T-Slot Machining — Corner Radius Carbide End Mill Steel Cast Iron

EENMIEA  SRE  a¥E—RXEERERT]

Special for circular groove processing, high precision, high efficiency integrated circular groove
slotting machining.

141281 Dimameter cutting

JIER RAngle 6 8 10 12
#&3& n (min) 2100 1600 1300 1060
SERRERE VE
(mm/min) 250 380 310 320

DN
AT QD@OO®

DCﬁ DCON
Y =
LU

LF

A
LIV @UJEHJ@

AMT4040CWO006R03D6 0.3 4 0.6 6

2 4.1 50 4

AMT10120CW040R20 2 12 4

RATREH AR Bt

@u;en:ltc.“}

R Corner T TypeSolt Internal R Slotced




i SEAME Material
Toncmnng e €D i &
T-Slot Machining — Corner Radius Carbide End Mill Steel Cast Iron

CHIIRBMIERA  —BASHEE - SEREEHR
Special for C buckle ring groove processing, high precision, high efficiency integrated circular slotting machining.

AMT @OROOS

DC DCON

AMT10120CW020 12 2 12 8.1 9 75

T EUEH

T Type Solt

AYZ Bty FoEE DR

Hexagonal Tungsten Carbide Punch

SEHIER AR

High speed cutting to form hexagonal groove shapes.

- AIFEARYS  HERE EFRBREBEMHEEEASRGZIGTEME  RFSBMIAE  ATAR
KAEEENT -
- Applicable for marking, forming, cutting, and other processing uses on automotive and motorcycle molds,

electronic devices, and metal parts such as connecting holes or accessories. Ideal for large-scale production
processing.

AWH6060L 1060




180°F-17 %11 85 s % 7

180° Engraving Carbide End Mill

SERAME Material

a2 W $ - & EEE i 2
Alloy Steel Carbon Steel Steel Cast Iron Aluminum Copper Plastic

2HW50041 8 - ERSEMEETHRZANT - ARKRIREE - IETNINESENINAE
New W500 material, Suitable for engraving various materials, featuring a special cutting edge length design
that allows for self-processing to achieve different cutting angles.

1141281 Dimameter cutting

J)EAR RAngle 3 4 5 6 8 10 12
#45% n (min) 4250 3200 2550 2150 1600 1300 1100
ERRRRE VP
(mm/min) 85 70 50 45 35 30 25
E180-AWA 1000L1 e DCON
(W) APMX I
=A@ | |
E180-AWA1030L105 3 5 3 40
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30° Al e 2 855 0 S 5 )

30° Tungsten Steel Fine Engraving Carbide End Mill .
Rz 3

EHWS00H1E - REMTER - BASEIASHEAMIIR

New W500 material, mold processing engraving, engraving, milling and special chamfering
processing tool.

ERSEMEETHRZINI - RABHIREE

Suitable for engraving various materials, featuring a special cutting edge length design,

can do Medium and finishing processing. Carving Milling

E030-AWC 1000L1

DC%: DCON
0000 o .

E030-AWC10012L105BD3
~E030-AWC10012L106B




D EAME Material
S
For Aluminum Carbide End Mill Series Aluminum Copper

EFRAEMAEESEME - REIHRE - BAHEERES

Carbide round bar is made of ultra micron cemented carbide martial, reduce cutting temperature and remove

chip smoothly.

- IO EL - HEE NS - BXPHEERS) « IRAIHIAES) - #i6 B RN TEAERERE -

- GMARZIIRFIRIEA45 555t - HMARTIRFBIRNEA55 545t -

- Cutting edge with polishing treatment and grinding design, effectively reduce frictional force, enhance the cutting
capacity.

+ GMA series helix angle 45 design, HMA series helix angle 55 design.

114128 Dimameter cutting

BH1& (mm) Shank 4 6 8 10 12 16 20
5% n (min) 15500 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
gvfi% BEAE Slotted| 800 900 1000 | 1100 | 950 950 900
% % s Side | 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

000€ VINH-2NIN &/1ECHD @WﬂNIWﬂ'IV H

GMA 3000 @ @D DC

o8 3 M) AP

For Aluminum Alloy 3 Flutes Carbide End Mill L=

DCON

HIBIE R Diameter of Cutting 1)7) & Flute Length ZRELFR Shank B2 K Full Length
DC

APMX DCON
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HMA 2000 @ (D DCE IDCON
B 2 JIshamsk ) APMX J
For Aluminum Alloy 2 Flutes Carbide End Mill LF

$J4IEZ4R Diameter of Cutting
DC

re JNNNINNTY

7] R Flute Length
APMX

HREBEE Shank 1Z#2 R Full Length

LF

EmESE Model No

HMA2010
HMA2015

HMA2025

e,

HMA2040E1 4 12 4 75

HMA2050 5 15 6 50

000€ VIN[-ENIN

HMA2050H 5 15 6 100

HMA2060E1 6 18 6 75

HMA2070 7 21 8 60

HMA2080H 8 24 8 100

HMA2090 9 27 10 75

HMA2100 10 30 10 75

HMA2100M 10 30 10 150

HMA2120 12 36 12 75

HMA2160 16 48 16 100

INNNIANTY HO4 @U!EHJ@
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For Aluminum Carbide End Mill Series

HMA 3000 @ (D DCE jDCON
& E 3 JIEEHNGSk ) APMX J
For Aluminum Alloy 3 Flutes Carbide End Mil LF
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1B Diameter of Cutting 117) R E Flute Length HRERE 1R Shank

ModelNo DC APMX DCON
HMA3010 1 3 4 50

urerH>s

. ®

VINH-ZNIN

000€

HMA3200L160 20 60 20 100

= |NNNIANTY HO4 @we”:l@}
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For Aluminum 3 Flutes Rounded Land Double Edge Carbide End Mill

SYTTEY

N BEEREFMIMIEHARER
Cutting edge adopts double clearance grinding to enhance cutting performance and reduce vibration caused by
resistance, the polished cutting edge design effectively lowers friction, improves cutting efficiency, and achieves

better surface roughness.

- EFERAEHN FIEES EME - [REHIREBAFHER

+ GMARFIRFIRHEA45

chip smoothly.

FEt - HMARZIIRFISHER55

« Carbide round bar is made of ultra micron cemented carbide martial, reduce cutting temperature and remove

=z
axal °

+ GMA series helix angle 45 design, HMA series helix angle 55 design.

412 8 Dimameter cutting
E{& (mm) Shank 4 6 8 10 12 16 20
5% n (min) | 15500 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
gvfg R9#% Slotted| 800 | 900 | 1000 | 1100 | 950 | 950 | 900
E) % {2 Side | 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

MU2-GMA 3000 o 2 o]

Cutting edge double
clearance grinding.

MU2-GMA3200

4IEE Diameter of Cutting
DC

14U Cutting depth

BH4E Slotted {All32 Side
ap<0.5DC
bc 2e<0.02~0.5D!

ap : EAELIAEIFRE Axial depth of cutting
ae : ZEIIYIRE Radial depth of cutting
DC : 7J#2 Diameter of cutting

0008 VINI-ENIN @D ER9INNNINNTYY

117) R Flute Length

APMX

HAEBEFE Shank 1242 R Full Length

DCON LF
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sEAME Material

(=] i
For Aluminum 3 Flutes Rounded Land Double Edge Carbide End Mill Aluminum Copper
1
MU2-HMA 3000 sowsmms 2 bC DCON
Cutting edge double — g—
@ . @ clearance grinding. | APMX
| LF
1

4B Diameter of Cutting 1)7) R Flute Length HREREL{R Shank 1Z#2 K Full Length
APMX DCON LF

MU2-HMA3160 16 48 16 100

A BN — 3 VIEE 3 e G vk )

For Aluminum 3 Flutes Rounded Land Triple Edge Carbide End Mill

TIOR3 BERRAAE - IRFAIHIMAE - EERFHNINTRE

Cutting edge with three relief grinding, cutting performance enhancement, also including superior processing
surface.

EEZMCRE - SRIEIMIEERGE - EEHBRE - HERE - ERMISEH

Rounded land with full polishing, effectively reducing heat energy from processing, chip removal smoothly,
chip breaking stably, increasing cutting tools processing life.

- IMAR IR FIRNEA50 %5t -

- JMA series helix angle 50 "design.

MU3-JMA 3000 321
@ @ R A Jz% Dc DCON

0.D Radial Relief —

SEFME Material APMX
TTEEE Y (8 LF

$I4IEE Diameter of Cutting  $17)RE Flute Length EREI R Shank 1@#2 K Full Length
DC F

ERESE Model No APMX DCON
MU3-JMA3040 4 12 4 50

MU3-JMA3200L160R 20 60 20 200




