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Carbide End Mill

FEiMiRSk 5% BISAME Carbide End Mill Identification System B03—B04
IRIBBIEIEEm Specification Icon Guide B04
$esimsk )R % N0 T BHEHERE For Carbide End Mills Series Processing Icon Guide BO5
$SSMimR )2 AFIZRS TR Index for Carbide End Mill Series B0O6—B14
I EESEBIHERS TR Recoommend Cutting List B15—B16
AN Square Type Series K3 >R %1 Ball Nose Type Series
OF A5 i OIRFETIFAZ Ball
S-EMM 2000 B18 MUH-IMM 4000-DIN B69 S-EMB 2000 B84
@ S-EMML 200012 B19-B20 MUH-IPM 3000L1 B70 S-EMB 2000L2 B85
S-OGM 2000 B21-B22 MUH-IPM 4000 B71-B72 S-EPB 2000 B86
@ EMM 2000 B24—B826 @ MUH-IGM 4000 B73 @ EVB 2000 B87—B89
@ EMM 2000L1 B27-B30 @ MUH-IEM 4000 B74 @ EMB 2000L2 B90—B91
EMM 2000T00 B31 @ MUH-IYM 4000 B75—-B76 EMB 4000 B92—-B93
EMM 3000 B32 LUH-IMM 4000 B77 EWB 2000 B94
@ EMM 4000 B33-B34 @ MMH-LMM 4000 B79 @ EPB 2000 B95
@ EMM 4000L1 B35—836 @& MMH-LPM 4000 B8O @ EPB 4000 B96
EPM 2000 B38—-B39 FM-CMM 4000 B81 EEB 2000 B97
@ EPM 3000 B40 @& RM-CMM 4000 B82 DMB 2000 B98
@& EPM 4000 B41 @ cFv-cwm B83 DWB 2000L2 B99
@& GMM 3000 B43 DPB 2000 B100
@ GMM 4000 B44—-B45
GMM 6000 B47 O ¥PARIRAZI0 L II5R5!
@ GPM 6000 B48 Parabolic Arc Machining Series
@& MU-EMM 4000 B50—-B51 PA-DPB B102
@& MU-GMM 4000 B52—B56
@ MU-GPM 4000 B57 R = 5 )
I RS
@© MU2-GPM 4000 B59—B60 OP R AT luner R Series
© MU2-GYM 4000 B61 EPU 4000L1 B104
@& MUH-FMM 4000 B62
MUH-FPM 4000 B63
MUH-GMM 4000 B64
MUH-IMM 4000 B67—-B68

BO1



BMEST)
Carbide End Mill

OBEJJF%! Corner Radius Type Series OF9R BIF JIZARF! Outer R Chamfer Series
DMR 2000R00 B105—B106 @& AMI 2000 B137
g DMR 2000R00L2 B107
DMR 4000R00 B108—B110
@ DPR 4000R00 B111 O T ZUETIFRI T-Slot Series
GPR 6000R00 B112 @ AvT B138
@ PH-FMR 4000R00 B113 @ AvT B139
@ PH-FPR 4000R00 B114—B115 @ AWH B140
PH-FER 4000R00 B116
@ PH-FPC 4000C00 B117 s ) e
7 1| E End Mill S
@ SUH-FMR 5000R00L1-DIN B119 OREASH TIFAB| Engraving End Mill Series
@ SUH-FYR 4000R00 B121—B122 E180-AWA 1000L1 B141
E030-AWC 1000L1 B142

OTEMI ~ BIAJTIZRF Position vs Chamfer Series OIBE=EHATIHRF Aluminum Type Series

CC-AMC B123 GMA 2000 B143
CR-AMC B124 @ GMA 3000 B144—B145
DT-DMC 2000 B125 HMA 2000 B146—B147
DC-DMC 2000 B126 HMA 3000 B148
DR-DMC 2000 B127 @ LU2-GWA 3000 B149
DC-DWC 2000 B128 & MU2-GMA 3000 B150
DR-DWC 2000 B129 @MUZ—HMA 3000 B151
DC-DPC 2000 B130 @ MU3-JMA 3000 B154

@ DCc-DMM 2000 B131
DR-DMM 2000 B132

@ DCC-AMC-DIN B133

@ DCH-YMC 2000 B134
DCM-EPC 3000 B135

BO2
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Carbide End Mill

L B

Carbide End Mill Identification System
g A b & [ ET/EE |
Feature Helix Angle Grade Application Long Flute Or Neck

45 #{ Feature

ik ==
Symbol Feature

S V& Micro Diameter

E180 47l Engraving Blanks Precision Ground

E090 90°#8#0ZI= 90° Engraving Blanks Precision Ground

EO60 60°$840ZI= 60° Engraving Blanks Precision Ground

E030 30°#540%I= 30° Engraving Blanks Precision Ground

MMH FEF%49E Flat Land Uneven Division

MU B Rounded Land

MU2 3% 2 & Rounded Land Double Edge

MU3  [E3& 354 Rounded Land Triple Edge

MUH E#&%F%42I Rounded Land Unequal Division

KUH EEF%52I$E#nIA Round Land Unequal Split for Cast Iron Processing

LUH E#F%92E#1ES Round Land Unequal Split For Turning And Milling Center

LU2 [Ei% 2 B4k a Rounded Land Double Edge For Turning And Milling Center

SUH E#&EFSSEIS1#EL Round Land Unequal Division High Feed

PA  iig#&3MAzn T Parabolic Arc Machining

PH F% 5 EIFEEE Unequal Division Non-Round Land

DT 60°FEATELT Positioning Angle 60° DC 90°FEATEfI Positioning Angle 90°
DS 80°FEATELI Positioning Angle 80° DR 120°3 A E {1 Positioning Angle 120°

DCC  90°5&ffIfA Chamfering 90°

DCH 90°kBRERIAER 90°Angle Reinfoced Chamfering

DCM  90°skm& e ufElfA#kyl Position vs Chamfering Machining 90°

RU  E##EI48# Rounded Land Roughing

CU  E#&dI#E#t Rounded Land Medium Roughing

FU  E#E%MIMAeE Rounded Land Finishing Roughing  RM 48N T#8%k Fine Pitch & Roughing

FM  #nI#88k Fine Pitch & Finishing Roughing CFM  #E&##¥EnT For Composiutes Finishing

CM N T#E% Fine Pitch & Medium Roughing

\'% B EU4E Dovetail Groove

\AY% E7]15EEHE Double-Edge Dovetail Groove

CB 30°VELBRELE V-Type Dovetail Groove 30° CC 90" VEUBEEE V-Type Dovetail Groove 90°

CR 60°VELIBE AL V-Type Dovetail Groove 60° CE 140° VEUIEE EY4E V-Type Dovetail Groove 140°

BS $7L8EFLE A For Countersunk Screws

5% DB — CARBIDE END MILL §&ifi%st0 |  BO3
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Carbide End Mill

000

AR TIHIER
Flute Cutting Diameter

@Cﬂaﬂfﬁﬁtﬂﬁma

XXX - DIN

H fth BRI
Other Specification For Europe Market]

YZ5EA Helix Angle Bl # & Grade F3 % Application

" 5% = 7 SR =t BA
Symbol Angle Symbol Grade Symbol Explanation
A B500 M %71 Square
B 207 E  E300 B 8 Ball Nose
C 25° .
G G300 U AR Inner Radius
D 30° I R
H300 E&£7] C Radi
E 35° [El£7] Corner Radius
F 357/ 38° M M500 C ) Chamfer
G 45° P P500 1 9MR £ Outer Radius
H 55° W W500 T TETIT Type
1 42°/ 45° Y Y500 A £2FA7] Aluminum
J 50° H ff Other
K 38740 RO R Radius ex : R02=R0.2mm Y%ER C50 D60 | E175
L 39741 (mm)
M 120° TOO #EmEMARE Tapered ex : T005=0.5 Special LF  H:100 | M:150 | R:200
(0] 40° CO[0 ®BERE Chamfer Length ex : C02=0.2mm CW H4IEE Cutting Width
}; 338: D[] #%##& Special Shank Diameter ex : D6=6mm ﬁﬁirffsz;ég%g%%
i : 540° . EfE45°
\% 10° L1  #57)RE Special Flute Length XOooo The angle of dove tail
Y 12° L2 #%eIEM&EE Special Length 2'25'3 407, chamfering

BB EIRER

&t B8

Specification Icon Guide
w5 B

B04

Explanation

@ B FEESE
Micro Grain
Carbide
pm FAREE(
0.5 Accuracy

[SJE ]

AlTin SREXAERE

AlTin TiSin TSB TSY TiSin WEKEE
Coating Coating Coating Coating TSB ESE2fE

TSY #HHIMZRE

DO .=
10% 12% Cobalt Content

QAR =

{
fRC) {iRC TIARITHIA BERE
P 60 Hardness
- - Of Workpiece

00DDODO0 ..
OODOORD

| CARBIDE END MILL §53fiii%70 — $Sslin A DBIRa  SiEiRiss
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MIEEERE

Carbide End Mill

Processing Icon Guide

w2 BA S B3 = B BT
Explanation Explanation Explanation Explanation
B - vamm
TEHEH = 8%
Rglt‘:;‘rigrgle ~ Slab Milling ‘élg‘;’c":d' ~ Side Milling
¢ EFSMR B N mmes €D HERS
Rooundiziole ;gular \ / A N Incline
R Ch‘;‘:]'f:ring Plunge Grinding Chamfer Side Milling
4
i 2 AL
pEvHE 20 N vamm B
Back Side . .
V Type Groove Full Slot V Type Slotced \ Side Chamfering
-
§ FERRESH -~ RARE ARABES
Spiral Face R Co:;er b Internal R Intervgallzlfiﬁce d
Milling Slotced Corner Chamfer -
N *
R AERRESEH EfINT
Spiral Radius ~ RIS \ / SREIR ' Position
Corner Milling R Slot Outer R Chamfer Processing
E = T
BT B - mmEs | o e T
Surface Milling C Corner Slotced g Back Chamfering Parabolic Milling
- BREFEMNT <= : HEEARES
xStep Plane _;I‘TEES%E ?ackside Inner ( s %E%ﬁu
Machining ype So A R Chamfering uriace Milling
P remmEmr - . -
Dl I o A rgRH)
Mg;:?:l;g T Type Solt Milling Profile Milling
7~ N
N mamy R
Carvﬁg Milling \ R sz?nrg&de \ / Internal Chamfer

I0I@#R$ER — CARBIDE END MILL §5§im#t) | BO5S
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Index for Square Type Series

BRI ‘ AREREIE (mm)
Item Style SIENTS
S-EMM 2000 BI1S
o4
@ s-EmmL 20002 B19-B20
o4
S-OGM 2000 @6 B21—-B22
@4 @10 @16
@) emm 2000 @6 @12 @20 B24 - B26
o8 14
@4 10
@) emm 2000L1 26 @12 B27 B30
o8
@4 @10

EMM 2000T00 @6 ‘ B31
a

EMM 3000 @26 @12
@8 @16

@4 @10 @
> B32

@4 @10 @20

@) emm 4000 26 @12
28 o16

B33-B34

@4 @10 @16

@) emm 4000L1 g6 @12 @20
28 ©14

B35—-B36

@4 @10

@ epm 2000 26 @12
28

B38 B39

@6

@) erPm 3000 8
@10

B40

@4 @10

& epm 4000 26 @12
28 @16

B41

@4 @10

@ omm 3000 26 @12
@8

B43

@4 @10 @20

& cvm 4000 @6 @12 @25
28 @16

B44 —-B45

g4 @10 G20
GMM 6000 g6 @12 @25
@8 @16

B47

BO6 | CARBIDE END MILL §5§iii%0 — SEIFRFIZRS IR
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Carbide End Mill

EmZR REREAR (mm) FRIBER
Item Style Shank Description

GPM 6000 @6 @12 @25 B48

MU-EMM 4000 @6 @12
28 @16

@4 @10 @20
MU-GMM 4000 @6 @12
28 @16

@4 @10
MU-GPM 4000 @6 @12
28 @16

@4 @10 @20
MU2-GPM 4000 @6 @12
@8 @16

@4 @10
MU2-GYM 4000 @6 @12
@8 @16

B50—-B51

B52—-B56

B57

B59—-B60

B61

e 6 6 6 O

@4 @10 @20
MUH-FMM 4000 @6 @12
28 316

@4 @10 @20

@) muH-FPM 4000 26 o12
28 016

@4 @10 @20
MUH-GMM 4000 @6 @12
28 @16

@24 @10 @20

@& MUuH-IMM 4000 26 @12
o8 @16

@24 @10 @20
@6 @12
28 @16

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

@4 @10 @20
MUH-IPM 4000 @6 @12
28 @16

@4 @10 @20

@) vuH-IGM 4000 26 @12
28 ©16

@4 @10 @20

&) vuH-IEM 2000 26 @12
28 o16

24 210
QMUH-IYMMOO 26 @12

B62

B63

B64

B67 -B68

MUH-IMM 4000

DIN B69

B70

B71-B72

B73

B74

B75—-B76
@8 @16

TR IIZRS|1R — CARBIDE END MILL §5§@im#t) | BO7
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Carbide End Mill

EmZR REREAR (mm) FRIBER
Item Style Shank Description

LUH-IMM 4000
@10

@4 @10
@& MMH-LMM 4000 @6 @12
@8 16

24 210
@) MVH-LPM 4000 26 o12
28 o16

@6 @12

FM-CMM 4000 28 @16
210

@4 @10

&) RM-cMM 4000 26  o12
28 016

24 o8
QCFM-CWM @5 @10

B79

B80

B81

B82

B83
@6 @12

BO8 | CARBIDE END MILL §5§iii%/0 — SEIFRFIZRS IR
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Carbide End Mill
Index for Ball Nose Type Series

BRI ‘ AREREIE (mm)
Item Style SHENTS

S-EMB 2000 B84

a4

S-EMB 2000L2 B85

a4

S-EPB 2000 B86

@3 @6 ©12
@ ewvB 2000 24 08 O16
@5 ©10 020

24
@) ems 20002 26
o8

@4 @10 @20
EMB 4000 @26 @12
28 @16

@4 @10

EWB 2000 26 212
@8

B87 B89

B90—-B91

B92 —-B93

B94

@3 @8 016
@) eps 2000 @4 @10 @20
26 ©12

@4 @10 @20

@) ePs 4000 26 ©12
28 o6

B95

B96

@4 @10

EEB 2000 g6 @12
a8

@4 210

DMB 2000 @6 @12
a8

a4

B97

B98

DWB 2000L2 B99

76

DPB 2000 210 B100

FRFATIFRFIZRS |22 — CARBIDE END MILL §5ifin#s0 | BO9
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Carbide End Mill

B10

@Eﬁain®ﬁ§%tﬂ‘ﬁu73,é

HPRIMEMILIIESIR

Index for Parabolic Arc Machining Series

EmZAR
Item Style

P R AJ]%REI%

Index for Inner R Type Series

EmZR RERER (mm)
Item Style SHENTS

EPU 4000L1

| CARBIDE END MILL §5§i#% 7] — iRMAZI0 T 053 1R ~ ARBIIRSIR
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LV ERIE GRS

Carbide End Mill
Index for Corner Radius Type Series

BRI ‘ AREREIE (mm)
Item Style SHENTS
@4 @10

DMR 2000R00 26 @12
a8

@4 @10

@) oMR 2000R00L2 26 012

B105-B106

B107

@3 @8 @16

@) DMR 4000R00 24 @10
26 @12

a3

@) oPR 4000R00 24
8

26 @12

GPR 6000R00 28 @16
@10 @20

@4 @10

@) PH-FMR 4000R00 26 @12
28 016

@4 @10

@) PH-FPR 4000R00 gg @12

@4 @10
PH-FER 4000R00 @6 212
@8

@4 @10

@) PH-FPC 4000C00 26 o12
28 o6

B108-B110

B111

B112

B113

B114-B115

B116

B117

@6 @12

@ SUH-FMR 78 216

B119
5000R00L1-DIN @10 @20

SUH-FYR o o1 90
ﬂwoomo o8 @16

B121-B122

B27)R5I5R5|Rk — CARBIDE END MILL §&iiwgt0 | Bl
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Index for Position vs Chamfer Series

EmZAR REREAR (mm)
Item Style SHENTS

DT-DMC 2000
@5 @10 @20

@3 @6 @12
DC-DMC 2000 @4 @8 316
@5 @10 @20

@3 @6 @12
DR-DMC 2000 @4 @8 @16
@5 @10 @20

@3 @6 16
DC-DWC 2000 @4 @8
@5 @10

@3 @6 316
DR-DWC 2000 @4 08
@5 @10

@3 @6 @12
DC-DPC 2000 @4 @8 @16
@5 @10 @20

@4 @10 @20

@) oc-omm 2000 26 ©12
28 o216

@6 @12

DR-DMM 2000 @8 @16
@10 @20

@4 210

@) bcc-amcDiIN 26 ©12
8

@3 ©6 @12

@) pcH-yme 2000 24 08 016
25 @10 @20

a3 @8

DCM-EPC 3000 @4 210
@6 12

B126

B127

B128

B129

B130

B131

B132

B133

B134

B135

B12 | CARBIDE END MILL §&3@ist ) — AL » EIBIIRIIFRSIR
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Index for Outer R Chamfer Series

EmZAR
Item Style

&) AMI 2000

REREAR (mm)
SIENTS

®
@ CHain Echaintool cutting tools

TREIRGIx

Index for T-Type Slot Series

Emik RERERE (mm) RIBEIZ
Item Style Shank Description
[HRC]
&) avr 212 B138
%Y [Altin
@ oz | QLUOD
@ avr o8 < B139
210 M)ENE
a8
(iG] B140

shHREZ 1 R IREIxR

Index for Engraving For Aluminum Series

Emik
Item Style

REREFE (mm)
Shank

SEEE

Descriptlc;n

E180-AWA 1000L1 24 08 @ B141
@5 @10
@3 @6

E030-AWC 1000L1 24 @ B142
@5

IREIBIDRSIK « TEUBIRSIK ~ I8FARERTIFRFIZRS IR — CARBIDE END MILL §5iine#70 |

B
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Carbide End Mill
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Index for Aluminum Type Carbide End Mill Series

EmZAR REREA (mm)
Item Style SIENTS

GMA 2000
@10

@4 @10 @20
@ GMma 3000 o6 @12
28 @16

@4 @10
HMA 2000 @6 @12
@8 @16

@4 @10 @20
HMA 3000 @6 012
@8 @16

6
@) Lu2-GwA 3000 210

B144-B145

B146-B147

B148

B149

B150
B151

24 29 016
@) Mu2-GMA 3000 26 @10 @20
28 012

@4 @10

@) mu2-HmA 3000 26 12
28 16

@4 @8 @16

MU3-JMA 3000 @5 @10 @20
@6 @12

B154

06006006006006000000

B14 | CARBIDE END MILL §&3@ist7) — 85 & B MMMk IR IR
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MESHIHERR

Carbide End Mill
Recoommend Cutting List O%E—HffE First recommend
OZ Z#tEE Second recommend

E RIS EE Suit Filed Suggestion P M K H S
A ¢ & 45
ZEMEIE EfEE LI E4HI ] E B
Coating Material High Precision Light Cutting Roughing Cutting » J@
Classification > g g %@. o
s | 8 i =
< = o @ 3 B
@ | @ [NIE 2
8 | & I Al =
I
S E
%’ MUH-IGM © O O @)
@
i; MUH-IEM © 0 © O © O
o
g MUH-IYM
@
=1
«Q
MUH-IPM + MUH-FPM -
MMH-LPM © 060 0CO0 ©
FEE
Square MUH-IMM » MUH-IMM-DIN -
End Mill MMH-LMM ~ LUH-IMM © 60 0 oo
Coating
(PVD) MUH-GMM + MUH-FMM © © O 0 ©
EPM - GPM - OGM © © © O O O
2 MU2-GPM + MU-GPM © 6 © O © O
=1
o
3 MU-GMM + MU-EMM © ©6 O 06 ©
o
§ EMM - GMM © © O 0 ©
§.
‘_?I
SS K
89 SUH-FYR O ¢
ERNEE |38
:)rner Py SUH-FMR © 0 © O ©
XIS PH-FPR - PH-FPC © © © O ©
Type
Coating DPR - GPR - PH-FER + PH-FMR © © © O © O
(PVD) |30
§§’ DMR © © O 0 ©
]
3
L
§‘% PA-DPB O O © 0 O
22
i 28 EEB © 00 0 o0 o
HEaTIZE
Ball Nose EPB - DPB O O o o
Type
Coating EMB © 0 O 0 © @]
(PVD)
T2 DMB © © © O © O
EE]
g8 EWB - DWB o o
3

HESEHIHERER — CARBIDE END MILL §838iw#t0 |  B15
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ﬁgm &2 CHIIM 9075

MESHIHERR

Recoommend Cutting List O%E—HfRE First recommend
OZ Z#tEE Second recommend
EFASEIERSS Suit Filed Suggestion P M K H B
1 = 15
ZEMEDE EHEE BE4THI ESAEN o8 | g | = Kl
Coating Material High Precision Light Cutting  Roughing Cutting ” ﬂ #
Classification »| 8 g 5‘5. o
5| 2 I 5%
o | = IS s B
@ | @ |- s kS
s | 3 [ il s
ARATIZRE
Inner Radius
Type Coating EPU © © © O 6 O le)
(PVD)
SREIBTZERE
Outer Radius Countersink
Type Coating AMI © 0 © © O O
(PVD)
TEUETIZRE
T-Type Slot Coating AMT © 0 © © O O
(PVD)
s
=
) DC-DWC O ©
58
3 DC-DPC - DCC-AMC-DIN -~
BATZE DCM-EPC - DCH-YMC © 0000 o
Countersink
Coating DC-DMC - DR-DMC
Py DT-DMC - DC-DMM © 6 0 o o
e
85
ga CC-AMC - CR-AMC © 0 O 60 ©
E-
9L
35
B 2w
BIZRE é?‘é
Roughing | & CFM-CWM O O o
VS.
Finishing
Cutter FM-CMM ~ RM-CMM © © O © o O
Coating §§
(PVD) |8 &
I
sa
53} MU3-JMA o ©
0nT
23
BT |28 MU2-GMA - LU2-GMA o ©
(REZR) MU2-HMA
Aluminum
Carbide GMA O o
End Mill
Without HMA © o
Coati 2
osing 155 E180-AWA o o
§§ E030-AWC
5 o
Q

B16 | CARBIDE END MILL §5§iifi%70 — M ESEIERS TR



Unparalleled  Precision

SE W
e /NS EETIHIEREER
M Icr Cabide Micro Diameter End Mill Expert
BRARNEEEERMR  EF « CERIESHEEMNSHZRENT

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

Diameter,
SIS - BYSIREAEIBERET - BUIEIMTIES - IBFA KON IS

RN FIEESSAITINERE - 12N B EREN - MEEBRER -

TEFRTNAL BRI TEHNTIES @ IEHBEENINTHEEENRIFRELREE -

i 2
=
Adopts a full carbide cutter body, ultra-fine particle cemented carbide AITiN coating.
Micro-diameter design is beneficial to the processing requirements cutting.

MNRERE

GMA - HMA
ESMNRRAEEMHRT
HIB¥REB143~B1488 S-EPB

EZ N ERRRIEN R
HRHEBSH
S-EMB : S-EMB2000L2
ESMIMERERIE I REH R
S-EMM - S-EMML - S-OGM

25B84~B855
BRMIMEHTIREFR

$B18~B22§

N
g
w
O 0
D =N
S 5
fU? kel
Ow 20
) )
o @ P
= ¥
58 £
m Q. oa
28 28
j) Q
QO [J)
o3 oF o °e
S S8 S8 S8
] SO NS NS
B17



S-EMM

o :
&2 CHBI =94 7a

Square

| SEMM 2000 soe:rmsse OOOODDS
Micro Diameter 2 Flute Carbide End Mill
DC IDCON
1

APMX«‘—F L

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 2000251 1) 51 2 8

The Cutting Data For S-EMM 2000 Series

?ﬁ?]uIME T4 E
Material @SIEE] Stainless steel Rl

E1& (mm) Shank 4
5% n (min) 4800
S | s siotted 135
= N N
=i {832 Side 475

YR E Cutting depth
FA#E Slotted {32 Side

ap<0.5DC

DC

ap : BHEEIHEIRE Axial depth of cutting
ae : fREJIHIRE Radial depth of cutting
DC : 7J4& Diameter of cutting

B18 | CARBIDE END MILL §&3i#% 7] — S-EMM 2000



’ o S-EMM
Q EHain Echaintool cutting tools E 7
Square
I S-EMML 2000L2 #vessmsan 2 nasmsmsn @ @@
Micro Diameter Long Neck Short Flute 2 Flutes Carbide End Mill >

DC IDCON
APMX‘“':E LU
LF ‘

¥/fi€?§.l:ﬁ7‘ ~

New Specification Arrival

ISR 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 [ J 0.5 0.75 4 4 50
S-EMML2005L.206 [ ] 0.5 0.75 4 6 50
S-EMML2006L202 0.6 0.9 4 2 50
S-EMML2006L204 [ 0.6 0.9 4 4 50
S-EMML2006L.206 [ J 0.6 0.9 4 6 50
S-EMML2006L208 [ ] 0.6 0.9 4 8 50
S-EMML2007L203 [ 0.7 1.05 4 3 50
S-EMML2007L204 [ 0.7 1.05 4 4 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 [ J 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 [ J 1 1.5 4 10 50
S-EMML2010L212 1 1.5 4 12 50
S-EMML2015L204 1.5 2.25 4 4 50
S-EMML2015L206 1.5 2.25 4 6 50
S-EMML2015L208 [ J 1.5 2.25 4 8 50
S-EMML2015L210 [ 1.5 2.25 4 10 50
S-EMML2015L212 [ 1.5 2.25 4 12 50
S-EMML2020L206 2 3 4 6 50
S-EMML2020L208 [ J 2 3 4 8 50
S-EMML2020L210 [} 2 3 4 10 50
S-EMML2020L212 [} 2 3 4 12 50
S-EMML2020L214 [ 2 3 4 14 50
S-EMML2020L216 [ J 2 3 4 16 50
S-EMML2030L208 3 4.5 4 8 50

% F5#ETHE - % Continued on next page.
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New Specification Arrival

Square

ISR NRE BER AEARE

EfRELSE Model No
DC APMX DCON LU

S-EMML2030L210 [ ] 3 4.5 4 10 50
S-EMML2030L212 ([ 3 4.5 4 12 50
S-EMML2030L214 [ 3 4.5 4 14 50
S-EMML2030L216 [ ] 3 4.5 4 16 50
S-EMML2030L220 o 3 4.5 4 20 50

S-EMML 2000L2 2 %1 t) 51 22 8

The Cutting Data For S-EMML 2000L2 Series

?ﬁ?]uIME T4 EE)
Material @SIEE] Stainless steel (Rl

E1& (mm) Shank 4
5% n (min) 4800
S | s siotted 135
= N N
=i {832 Side 475

YR E Cutting depth
FA#E Slotted {32 Side

ap<0.5DC

DC

ap : BHEEIHEIRE Axial depth of cutting
ae : fREJIHIRE Radial depth of cutting
DC : 7J4& Diameter of cutting
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Q EHain Echaintool cutting tools E 7
Square
1 $-0GM 2000 ax: s QDHAOOD®
Micro Diameter 2 Flute Carbide End Mill

DC:]: IDCON
APMX LF ‘

IHIER NRE
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 2.4 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 1.2 4 50
S-OGM2029 29 11.6 4 50
S-OGM2030D6 3 12 6 50
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Square
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The Cutting Data For S-OGM 2000 Series

WNIHME ki 3R 5
Material Stainless steel

Cast Iron
B & (mm) Shank 4 6
#5& n (min) 4800 3100
S
EF BA#E Slotted 135 120
2B | i sie 475 375

1HIRE Cutting depth
B#E Slotted

fAli Side

aps<0.5DC

DC

ap : EYELIHEIRRE Axial depth of cutting
ae : fREIYIFE Radial depth of cutting
DC : 7]4E Diameter of cutting
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Carbide End Mill Series

FERREEA35 525t Helix angle of 35° degrees

B 7IREERE  RENIES  BRAVIRERSS - M ERER
Unique blade structure design, reduce the vibration generated during processing,
improve tool life, enhance the effect of remove chip.

EIEOEM - oI TSEEHRCS5°

New material, can process high hardness HRC55°

aJffl#t AI#E1E Can Side milling and Slot

FE R R B2 B26IE
2 Fluts End M
Refierence Page-B24~B26

e =]

u.@“@ﬁw I Rype
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€lenen

B Ea

3 VS%E]eIV tainless Steel / e



EMM

O ®

&2 CHBIM = 9475
VBN 2000, zramss OHEOHOS®
D%[ :l:DCON

APMX
LF ‘

o~ A
FTTHD -~ - R

ISR NRE

Square

EREE Model No

APMX

EMM2010 [ 1 2.5 4 50
EMM2010D6 [ ] 1 25 6 50
EMM2015 [ 1.5 375 4 50
EMM2020 [ 2 5 4 50
EMM2020D6 [ 2 5 6 50
EMM2025 [ ] 2.5 6.25 4 50
EMM2025D6 [ 25 6.25 6 50
EMM2030 [ 7.5 4 50
EMM2030D6 [ ) 3 7.5 6 50
EMM2030E1 [ ] 3 7.5 4 75
EMM2035 [ 3.5 8.75 4 50
EMM2035D6 [ 3.5 8.75 6 50
EMM2036 [ 3.6 S 4 50
EMM2038 [ ] 3.8 9.5 4 50
EMM2040 [ 4 10 4 50
EMM2040D6 [ 4 10 6 50
EMM2040E1 [ 4 10 4 75
EMM2040H [ ] 4 10 4 100
EMM2045 [ 45 11.25 6 50
EMM2047 [ 4.7 11.75 6 50
EMM2050 [ 5 12.5 6 50
EMM2050D5 5 12.5 5 50
EMM2050E1 [ 5 12.5 6 75
EMM2050H [ 5 12.5 6 100
EMM2055 [ 5.5 13.75 6 50
EMM2057 [ ] 5.7 14.25 6 50
EMM2060 [ 6 15 6 50
EMM2060E1 [ 15 6 75
EMM2060H [ 6 15 6 100
EMM2064 [ ] 6.4 16 8 60
EMM2068 [ 6.8 17 8 60
EMM2070 [ 7 17.5 8 60
EMM2071 [ 7.1 17.75 8 60

% F5#ETHE - % Continued on next page.
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| EMM 2000 -7esee TGl il oeT..2
2 Flutes Carbide End Mill

Square
D{ IDCON

APMX
}‘—4 LF \

_ -~ 3

ISR NRE

ERESE Model No

APMX
EMM2073 ° 73 | 18.25 8 60
EMM2075 ° 75 | 1875 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 ° 11 275 12 75
EMM2120 ° 12 30 12 75
EMM2120H ° 12 30 12 100
EMM2120M ° 12 30 12 150
EMM2125D14 ° 125 | 31.25 14 100
EMM2135 ° 135 | 33.75 16 100
EMM2140 ) 14 35 16 100
EMM2160 ° 16 48 16 100
EMM2160M ° 16 48 16 150
EMM2160R ° 16 48 16 200
S EMM2180 ° 18 45 20 100
EMM2200 ° 20 50 20 100
EMM2200M ° 20 50 20 150
EMM2200R ° 20 50 20 200
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The Cutting Data For EMM 2000 Series

WINTHE - 5% 8
Material @SIEE] Stalnless G Cast Iron
¥l () Sl 4 5 6 8 10 12 14 16 20
#5& n (min) 4800 | 3800 | 3100 | 2300 | 1900 | 1600 | 1300 | 1200 950
gg 4% Slotted 135 120 120 120 120 120 135 135 135
‘g’ﬁ fAli& Side 475 325 325 375 375 275 200 200 165

LIHIREE Cutting depth
B4E Slotted fAli& Side

ap<0.5DC

DC

ap : BAEEIHIRE Axial depth of cutting
ae : REIYIFE Radial depth of cutting
: 7J48 Diameter of cutting
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| EMM 2000L1 -727eeseer OUROODO

2 Flutes With Triple Flute Length Carbide End Mill

Square
D{ IDCON
APMX ‘
LF

®ZTHs -~ ~ 0 O~ 7

ISR NRE

ERESE Model No

DC APMX

EMM2010L103 [ 1 3 4 50
EMM2011L1033 [ J 1.1 3.3 4 50
EMM2012L1036 [ ] 1.2 3.6 4 50
EMM2013L1039 [ 1.3 3.9 4 50
EMM2014L1042 [ 1.4 4.2 4 50
@ EMM2015L1018 [ J 1.5 1.8 4 50
EMM2015L1045 [ ] 18 4.5 4 50
EMM2016L.1048 [ 1.6 4.8 4 50
EMM2017L1051 [ 1.7 5.1 4 50
EMM2018L1054 [ J 1.8 54 4 50
EMM2019L1057 [ ] 1.9 5.7 4 50
EMM2020L106 [ 6 4 50
EMM2020L106D6 [ ] 2 6 6 50
EMM2021L1063 [ J 21 6.3 4 50
EMM2022L.1066 [ ] 22 6.6 4 50
EMM2023L1069 [ 2.3 6.9 4 50
EMM2024L1072 [ ] 2.4 7.2 4 50
EMM2025L1075 [ J 25 7.5 4 50
EMM2026L.1078 [ ] 2.6 7.8 4 50
EMM2027L.1081 [ 2.7 8.1 4 50
EMM2028L1084 [ J 2.8 8.4 4 50
EMM2029L.1087 [ J 2.9 8.7 4 50
EMM2030L109 [ ] © 4 50
EMM2030L109D3 [ 9 3 50
EMM2030L109D6 [ ¢ 6 50
EMM2031L1093 [ J 3.1 9.3 4 50
@ EMM2031L1093D6 [ ] 3.1 913 6 50
EMM2032L.1096 [ 3.2 9.6 4 50
@ EMM2032L1096D6 [ 3.2 9.6 6 50
EMM2033L1099 [ J 3.3 9.9 4 50
EMM2034L1102 [ ] 3.4 10.2 4 50
EMM2035L1105 [ 3.5 10.5 4 50
EMM2036L1108 [ 3.6 10.8 4 50

% F5#ETHE - % Continued on next page.
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®ZTHs -~ ~ 0 O~ 7

HIER NRE

Square

E AR Model No

DC APMX

EMM2037L1111 [ ] 3.7 1.1 4 50
EMM2038L1114 [ 3.8 1.4 4 50
EMM2039L1117 [ ] 3.9 1.7 4 50
EMM2040L112 [ ] 4 12 4 50
EMM2040L112D6 [ ] 4 12 6 50
EMM2041L1123 [ 4.1 12.3 6 50
EMM2042L.1126 [ ] 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
EMM20461.1138 [ ] 4.6 13.8 6 50
EMM2047L1141 [ ] 4.7 141 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
EMM2052L1156 [ ] 5.2 15.6 6 50
EMM2053L1159 [ 5.3 15.9 6 50
EMM2054L.1162 [ ] 5.4 16.2 6 50
EMM2055L1165 [ ] 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
EMM2060L 118 [ ] 6 18 6 50
EMM2061L1183 [ 6.1 18.3 8 60
EMM2062L.1186 [ ] 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
EMM2066L.1198 [ ] 6.6 19.8 8 60
EMM2067L1201 [ ] 6.7 20.1 8 60
EMM2068L 1204 [ 6.8 20.4 8 60

% F5#ETFHE - % Continued on next page.
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2 Flutes With Triple Flute Length Carbide End Mill

J

APMX
LF

o EMM
@ EHain Echaintool cutting tools E 7
QOHEOHODIP

Square

®ZTHs -~ ~ 0 O~ 7

THIERE NTRE
EREE Model No
DC APMX
EMM2069L1207 [ ] 6.9 20.7 8 60
EMM2070L121 [} 7 21 8 60
EMM2071L1213 [ ] 71 213 8 60
EMM2072L1216 o 7.2 21.6 8 60
EMM2073L1219 [ ] 7.3 219 8 60
EMM2074L1222 [} 7.4 22.2 8 60
EMM2075L1225 [ ] 7.5 22.5 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 23.7 8 60
EMM2080L124 [ ] 8 24 8 60
EMM2080L124H [ ] 8 24 8 100
EMM2080L140M [ ] 8 40 8 150
EMM2081L1243 [ ] 8.1 243 10 75
EMM2082L1246 [ ] 8.2 24.6 10 75
EMM2083L1249 [ ] 8.3 24.9 10 75
EMM2084L1252 [ ] 8.4 25.2 10 75
EMM2085L1255 8.5 25.5 10 75
EMM2086L1258 [ ] 8.6 258 10 75
EMM2087L1261 [ ] 8.7 26.1 10 75
EMM2088L1264 [ ] 8.8 26.4 10 75
EMM2089L1267 [ ] 8.9 26.7 10 75
EMM2090L127 [ ] 9 27 10 75
EMM2091L1273 [ ] 9.1 27.3 10 75
EMM2092L1276 [ J 9.2 27.6 10 75
EMM2093L1279 [ ] 9.3 27.9 10 75
EMM2094L.1282 9.4 28.2 10 75
EMM2095L1285 [} 9.5 28.5 10 75
EMM2096L.1288 [ 9.6 28.8 10 75
EMM2097L1291 [ ] 9.7 29.1 10 75
EMM2098L1294 [ ] 9.8 29.4 10 75
EMM2099L1297 (] 9.9 29.7 10 75
¥ FE#ETFHE - % Continued on next page.
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Square

E AR Model No

DC APMX
EMM2100L130 [ ) 10 30 10 75
EMM2101L1303 [ J 10.1 30.3 12 75
EMM2102L1306 [ ) 10.2 30.6 12 75
EMM2103L1309 [ ] 10.3 30.9 12 75
EMM2104L1312 [ ) 104 31.2 12 75
EMM2105L1315 [ J 10.5 31.5 12 75
EMM2106L1318 [ ) 10.6 31.8 12 75
EMM2107L1321 [ ] 10.7 32.1 12 75
EMM2108L1324 [ ) 10.8 324 12 75
EMM2109L1327 [ J 10.9 32.7 12 75
EMM2110L133 [ ) 11 88} 12 75
EMM2111L1333 [ ] 111 33.3 12 75
EMM2112L1336 [ ) 11.2 33.6 12 75
EMM2113L1339 [ ] 11.3 33.9 12 75
EMM2114L.1342 [ ) 11.4 34.2 12 75
EMM2115L1345 [ ) 11.5 34.5 12 75
EMM2116L1348 [ ) 11.6 34.8 12 75
EMM2117L1351 [ ] 1.7 35.1 12 75
EMM2118L1354 [ ) 11.8 35.4 12 75
EMM2119L1357 [ ) 11.9 35.7 12 75
EMM2120L136 [ ) 12 36 12 75
EMM 2000L1 25U HI28  smiwve TR e
The Cutting Data For EMM 2000L1 Series Material @SIEE] Stainless steel (eZE Al
BH7E (mm) Shank 3 4 6 8 10 12
S5 n (min) 6300 4800 3100 2300 1900 1600
g% Befi Siotted 135 135 120 120 120 120
EX
é’ﬁ {852 Side 475 475 325 375 375 275
L4 E Cutting depth  BI## Slotted i Side

ap<0.5DC
: BhEIETIEIRRE Axial depth of cutting
e : RELHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

o @
=]

DbC
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Square
| EMM 2000100 7sssssces QDHAOOS®
2 Flutes Tapered Carbied End Mill

DN

DCI DCON
APMX T
LF

ERESE Model No

EMM2025T030 2.5 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 o 8 25 8 60 10.62

EMM 2000TO00 %1 4] i1 22 8

The Cutting Data For EMM 2000T00 Series

Material @SIEE] Stainless steel (Rl

EH1E (mm) Shank 4 6 8 10
#:% n (min) 4800 3100 2300 1900
gg BA#E Slotted 135 120 120 120
\%ﬁ fali& Side 475 325 375 375

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
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D{ IDCON
APMX ‘
LF

Square

IHIER NIIRE HEE
ERESE Model No
DC APMX DCON
EMM3040 [ ] 10 4 50
EMM3050 [} 5 12.5 6 50
EMM3058 [} 5.8 14.5 6 50
EMM3060 [ J 6 15 6 50
EMM3078 [} 7.8 19.5 8 60
EMM3080 [} 8 20 8 60
EMM3100 [} 10 25 10 73
EMM3100L130 [ ] 10 30 10 75
EMM3120L136 [} 12 36 12 75
EMM3120L157H 12 57 12 100
EMM3160 [ ) 16 48 16 100
EMM 300025191122 8
The Cutting Data For EMM 3000 Series
HMIME kil iR 5 84
Material Stainless steel
E1E (mm) Shank 4 6 8 10 12 16
#33% n (min) 4800 3100 2300 1900 1600 1200
3% | o sioted 180 180 180 180 180 180
3§f {832 Side 500 500 580 580 580 580

YR E Cutting depth
FA#E Slotted {32 Side

ap<0.5DC

DC

ap : BHEEIHEIRE Axial depth of cutting
ae : fREJIHIRE Radial depth of cutting
DC : 7J4& Diameter of cutting
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4 Flutes Carbide End Mill

Square
D{ IDCON
APMX
LF J

ﬁ. A
FTIT -~ ~ R

ISR NRE

ERESE Model No

APMX

EMM4010 [ 1 25 4 50
EMM4010D6 [ ] 1 2.5 6 50
EMM4015 [ 1.5 3.756 4 50
EMM4015D6 [ 1.5 3.75 6 50
EMM4020 [ 5 4 50
EMM4020D6 [ ] 2 5 6 50
EMM4025 [ 25 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 [ 6 15 6 50
EMM4060E1 [ 6 15 6 75
EMM4060H [ 6 15 6 100
EMM4060M [ ] 6 15 6 150
EMM4065 [ 6.5 16.25 8 60
EMM4070 [ 7 17.5 8 60
@ EMM4075 [ 7.5 18.75 8 60
EMM4080 [ ] 8 20 8 60
EMM4080E1 [ 8 20 8 75
EMM4080H [ 8 20 8 100
EMM4080M [ 8 20 8 150

% F5#ETHE - % Continued on next page.
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| EMM 4000 4nmmssn @ @@

4 Flutes Carbide End Mill

D{ IDCON
APMX
LF _‘

hEEELE

ISR NRE

ERESE Model No

DC APMX
EMM4100 o 10 25 10 75
EMM4100H [ J 10 25 10 100
EMM4100M [ ) 10 25 10 150
EMM4120 [ ) 12 30 12 75
EMM4120H o 12 30 12 100
EMM4120M [ J 12 30 12 150
EMM4140 [ ) 14 85 16 100
EMM4160 [ ) 16 48 16 100
EMM4160M o 16 48 16 150
EMM4160R [ J 16 48 16 200
EMM4180M [ ) 18 45 20 150
EMM4200 [ ) 20 50 20 100
EMM4200M o 20 50 20 150
EMM4200R [ ] 20 50 20 200
EMM 40002 %1t &1 =28
The Cutting Data For EMM 4000 Series
BT HE TR
Material @SIEE] Stainless steel LRI
E£& (mm) Shank 4 6 8 10 12 16 18 20
BE5E n (min) 4800 3100 2300 1900 1600 1200 1240 1060
SE | mmsotea | 200 | 180 | 180 | 180 | 180 | 200 | 225 | 300
I &
aﬁ {81;2 Side 700 500 580 580 410 300 450 240
1JEIRE Cutting depth
FAE Slotted {32 Side

ap=<0.5DC

DC

ap : BHEEIHIRE Axial depth of cutting
ac : REIHIRE Radial depth of cutting
DC : 7]4E Diameter of cutting
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Long Flute 4 Flutes Carbide End Mill

DCI

APMX
LF

©

L3

~ 0N

®
@ EHain Echaintool cutting tools

@O0d®

PSR NIIRE
ERESE Model No
APMX
EMM4010L103 1 3 4 50
EMM4015L1045 1.5 4.5 4 50
EMM4020L106 [} 2 6 4 50
EMM4025L1075 [ J 25 7.5 4 50
EMM4025L1075D6 [ ] 25 7.5 6 50
EMM4030L109 (] 3 9 4 50
EMM4030L109D6 [} 3 9 6 50
EMM4030L113D6 3 13 6 50
EMM4032L1064D6 312 6.4 6 50
EMM4040L112 (] 4 12 4 50
EMM4040L114D6 4 14 6 50
EMM4040L120E1 [ J 4 20 4 75
EMM4050L115 [ ] 5 15 6 50
EMM4050L125E1 (] 5 25 6 75
EMM4060L118 [} 6 18 6 50
EMM4060L125E1 [ J 6 25 6 75
EMM4060L130E1 [ ] 6 30 6 75
EMM4060L130H (] 6 30 6 100
EMM4080L124 [} 8 24 8 60
EMM4080L130E1 [ J 8 30 8 75
EMM4080L135H [ ] 8 35 8 100
EMM4080L140M (] 8 40 8 150
EMM4100L130 [} 10 30 10 75
EMM4100L140H [ J 10 40 10 100
EMM4100L145H [ ] 10 45 10 100
EMM4100L150M (] 10 50 10 150
EMM4100L155H [ ] 10 55 10 100
EMM4120L136 [ J 12 36 12 75
EMM4120L145H [ ] 12 45 12 100
EMM4120L150M (] 12 50 12 150
EMM4120L155H [ ] 12 55} 12 100
EMM4130L139D16 ([ J 13 39 16 100
EMM4140L142 [ ] 14 42 16 100
¥ B3 TFHE - % Continued on next page.
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@ . < ‘@@
.12% .<ss %
Long Flute 4 Flutes Carbide End Mill

DCI IDCON
APMX
LF

A -~ § =]
VTR L i ~ 0~ ™~
New Specification Arrival

IHIER NIIRE HEE
ERESE Model No
DC APMX DCON
EMM4140L142D14 4 42 14 100
EMM4160L170M [ ) 16 70 16 150
EMM4200L180M [ ] 20 80 20 150
EMM 4000L1 251 t) i) 22 8
The Cutting Data For EMM 4000L1 Series
WINTHE ki TR 58
Material Stainless steel
B (mm) Shank 4 6 8 10 12 14 16 18 20
E&E n (min) 4800 | 3100 | 2300 1900 1600 1360 1200 1240 1060
BA#E Slotted 200 180 180

180 180 200 200 225 300

(unw/ww)
< KBS

{8l Side 700 500 580

580 410 300 300 450 240

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

B36 | CARBIDE END MILL §&3i%/) — EMM 4000L1
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FEFAwZiEMA35 5851 Helix angle of 35° degrees
BSTIREASERE - RENIES - BAIEERSS - MBEBYRE

Unique blade structure design, reduce the vibration generated during processing,
improve tool life, enhance the effect of remove chip.

EHPS00SME « SFMME @ ATIMITSEREHRC55°~60°
New P500 series with high abrasion resistance, can process high
hardness HRC55°~60°.

2IEO#EY WES MksA

ArfAlEt ATIGIE

The new material has good shock resistance,

high shock resistance and wear resistance.

Can Side milling and Slot

For the particular coating with

\_Alloy Steel /\Carb on Steel/

SRR RER




EPM

o) ®
&2 CHBI =94 7a
F EPM 2000 ;7 orc 35 s

DCL ]DCON
APMX ‘
LF

Square

T -~ ~ ~ 2

New Specification Arrival

IHIER NIIRE HEE
ERESE Model No
DC APMX DCON
EPM2010L103 1 3 4 50
S EPM2020 ° 2 5 4 50
EPM2020L106 2 6 4 50
EPM2020L106D6 2 6 6 50
EPM2030L109 3 9 4 50
EPM2030L109D6 ° 3 9 6 50
EPM2040 ° 4 10 4 50
EPM2040L112 4 12 4 50
EPM2040L112D6 4 12 6 50
EPM2050L115 5 15 6 50
S EPM2060 6 15 6 50
EPM2060E ° 6 15 6 75
EPM2060L118 6 18 6 50
EPM2070L121 7 21 8 60
EPM2080L124 ° 8 2 8 60
EPM2080L124H 8 2 8 100
EPM2090L127 9 27 10 75
EPM2100L130 10 30 10 75
EPM2100H ° 10 25 10 100
EPM2100M ° 10 25 10 150
EPM2110L133 1 33 12 75
EPM2120L136 12 36 12 75
EPM2120L150H ° 12 50 12 100
EPM2120L150M ° 12 50 12 150

B38 | CARBIDE END MILL §&3@i#%7]) — EPM 2000
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@EHBI” Echaintool cutting tools E:FPDM

Square

EPM 2000251 Y122 8

The Cutting Data For EPM 2000 Series

wWNIME N B 3@
Material GQUOASICEY QOIS e

E£E (mm) Shank 4 6 8 10 (2
#5% n (min) 4800 3100 2300 1900 1600
gfg BA#E Slotied 135 120 120 120 120
%é fals& Side 475 325 375 375 275
1IEIRE Cutting depth
BHt# Slotted {32 Side

ap<0.5DC

DC

ap : BEIL)HEIRE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

EPM 2000 — CARBIDE END MILL §&3i8%0 | B39
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&2 CHBI =94 7a
FEPM 3000, 7esee orc 35 s

DCI IDCON

Square

APMX
LF !
_ ~ )
NZTTTTD ~ -~ - ~
New Specification Arrival
HEIEE NRE ERE S
ERESE Model No
APMX DCON
S EPM3040L112E1D6 ° 4 12 6 75
EPM3050 ° 5 125 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
EPM 300025115122 %4
The Cutting Data For EPM 3000 Series
BNTHE G K
[VERLEIR Alloy Steel 4 Carbon Steel
H{E (mm) Shank 4 5] 5.5 6 8 10
#3% n (min) 4800 3800 3500 3100 2300 1900
3% | s siotted 180 180 180 180 180 180
SE
SE | g side 500 500 500 500 580 580

YR E Cutting depth
FA#E Slotted {32 Side

ap<0.5DC

DC

ap : BHEEIHEIRRE Axial depth of cutting
ae : fREJIHIRE Radial depth of cutting
DC : 7J4& Diameter of cutting

B40 | CARBIDE END MILL §&3i#%7]) — EPM 3000
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@ EHam Echaintool cutting tools E 7
Square
| EPM 4000 +7ssss ® (B335 [
4 Flutes Carbide End Mill

o] =

APMX ‘

LF

& ~--  ~°°

ISR NRE

ERESE Model No

APMX
EPM4010 1 25 4 50
EPM4010L103 [ ] 1 4 50
EPM4015 [ ] 1.5 S/ 4 50
EPM4015L104 1.5 4 4 50
EPM4020 2 5 4 50
EPM4020L106 2 6 4 50
EPM4030 3 7.5 4 50
EPM4040 4 10 4 50
EPM4040L112 4 12 4 50
EPM4050 5 12.5 6 50
EPM4060 6 15 6 50
EPM4060L118 6 18 6 50
EPM4060E1 6 15 6 75
EPM4080 8 20 8 60
EPM4100 10 25 10 75
EPM4100L130 [ J 10 30 10 75
EPM4120 12 30 12 75
EPM4160 16 48 16 100
EPM 4000251 Y122 %

The Cutting Data For EPM 4000 Series

wWNIHE R i 0
Material GQUOASICEY QLIS IESEE

EE (mm) Shank 4 6 8 10 12 16
3 n (min) 4800 3100 2300 1900 1600 1200
gg BIfE Slotted 270 240 240 240 240 270
35 {13 Side 950 650 750 750 550 400
MR Cutting depth  B3HE Slotied {32 Side
ap<0.5DC
ap : BHEIEIYIERE Axial depth of cutting

©

e : RELHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

DC

EPM 4000— CARBIDE END MILL &350 | B4l



RARIEA45 525
G M IVI %Eu Helix angle of 45§degrees

80 %6 /1 R 5

Carbide End Mill Series
EHIGHIIE
BS7)REIERET BRHHIMIE
RAHIINIER @ INEHEERE -
New carbide body, unique blade structure design
effectively suppress processing vibration
extends processing life and enhances
chip removal efficiency.

Using ultra-fine particle carbide
AITiN coating, increases the wear
resistance of the tool and enhance

dfdf chip removal efficiency, HRC 50°~55°.
400 y

RRBANFREESEAITINEE
RN 7] S EFEME
DI3&HEBEE « AMIEEHRC50°~55°



@ CHain®Echaintool cutting tools G:MJM
| GMM 3000 s7nssmsen @ @@

Square
3 Flutes Carbied End Mill
APMX
LF

_ -~
T #2 L JANRN ~ 2

ISR NNRE EU=E
ERESE Model No
DC APMX DCON
GMM3030 [ ] 3 7.5 4 50
GMM3040 [ ] 4 10 4 50
GMM3050 [ ] 5 12.5 6 50
GMM3060 [ J 6 15 6 50
GMM3060E1 [ ] 6 15 6 75
GMM3080 [ ] 8 20 8 60
GMM3100 [ ] 10 25 10 l5)
GMM31207 [ ] 12 30 12 75
GMM 400025 G I 28
The Cutting Data For GMM 4000 Series
WATHE 0 iR &S
Material Stainless steel
EH1& (mm) Shank 4 6 8 10 12
E55& n (min) 4800 3100 2300 1900 1600
g g BH#E Slotted 280 180 180 180 135
ERS
= ff {8l Side 1100 600 580 580 450

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

GMM 3000 — CARBIDE END MILL £k | B43
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F GMM 4000 <7 (v T T B T L)

DCI DCON

EZTI) -~ - RN

New Specification Arrival

ISR NRE

EREE Model No

GMM4010 [ 1 25 4 50
GMM4010L103 [ 1 3 4 50
GMM4015 [ J 1.5 3.75 4 50
GMM4015L103 [ J 1.5 3 4 50
GMM4015L104 [ 1.5 4 4 50
GMM4020 [ 2 5 4 50
GMM4020L106 [ J 2 6 4 50
@ GMM4020L106D6 2 6 6 50
GMM4025 [ 25 6.25 4 50
GMM4025L106 [ 25 6 4 50
GMM4025L107 [ J 25 7 4 50
GMM4025L1075 [ J 25 7.5 4 50
GMM4030 [ 3 7.5 4 50
GMM4030L108 [ 3 8 4 50
GMM4030L109 [ J 3 < 4 50
GMM4030L112D6 [ J 3 12 6 50
GMM4035 [ 3.5 8.75 4 50
GMM4035L1105 [ 3.5 10.5 4 50
GMM4040 [ J 4 10 4 50
GMM4040L112 [ J 4 12 4 50
GMM4045 [ 4.5 11.25 6 50
GMM4050 [ ] 5 12.5 6 50
GMM4050L115 [ J 15 6 50
GMM4055 [ J 5.5 13.75 6 50
GMM4060 [ ] 6 15 6 50
GMM4065 [ 6.5 16.25 8 60
GMM4070 [ J 7 17.5 8 60
GMM4075 [ J 7.5 18.75 8 60
GMM4080 [ ] 8 20 8 60
GMM4085 [ 8.5 21.25 10 75
GMM4090 [ J 9 225 10 75
GMM4095 [ J 9.5 23.75 10 75
GMM4100 @ 10 25 10 75

% F5#ETHE - % Continued on next page.
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@ EHain®Echaintool cutting tools GMM
| GMM 4000 «7sssser SOEOOOD®

Square
4 Flutes Carbied End Mill

DCI DCON

APMX
LF
I
- ~ 2 =
0 B Fif -~ 0w ~
New Specification Arrival

ISR NRE

ERELSERE Model No

DC APMX
GMM4105 [ ] 10.5 26.25 12 75
GMM4110 o 11 275 12 75
GMM4115 [} 11.5 28.75 12 75
GMM4120 [ ] 12 30 12 75
GMM4130 [ ] 13 32.5 16 100
GMM4140 o 14 35 16 100
GMM4150 [} 15 375 16 100
GMM4160 [ ] 16 48 16 100
GMM4170 [ ] 17 425 20 100
GMM4180 o 18 45 20 100
GMM4190 [ ] 19 475 20 100
GMM4200 [ ] 20 50 20 100
GMM4220 [ ] 22 55 25 100
GMM4250 [ ] 25 62.5 25 100
GMM 400025 G HI 28
The Cutting Data For GMM 4000 Series
Material @SIEE] Stainless steel (Rl
EH1& (mm) Shank 4 6 8 10 12 16 20 25
E55& n (min) 4800 3100 2300 1900 1600 1200 1060 800

BAfE Slotted 270 240 240 240 240 270 250 230

(unw/wiu)
< RIS

fali Side 950 650 750 750 550 400 400 320

LIHIERE Cutting depth
BH1E Slotted {32 Side

ap<0.5DC

DC

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

GMM 4000 — CARBIDE END MILL £k | B45
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6 Flutes Tungsten.
Carbide End Mill

6551w 27t /J

12hEA45° 5851 Helix Angle Design 45°

SHEEINTERHJ]

Designed for High Precision Machining

45°

GPMG6000 series

ERMI4S%ME Special Coating for
= COTI T

GPM6000RO00 series
GPMBOOOROO BRAMIYS%ME Special Coating for

GPM6000 GMMG6000 series

EAME Processing on
M 7~ 255 Stainless Steel
GMM6000

~ W 2 -

l b

~ XN

B FAR B £% K HH1E Suitable for side milling and slotted

GMMZRFF2 MR EIERT - SREMTEMEHEMNIE
RATNEERASS  AREFIEBNERE

GMM series is high-precision machining special tool, brand new carbide flute body design,
high stability and with vibration reducible during processing effectively, tool life increased.
It is effective to control of chip removal efficiency and stability.

GPM « GPRARFIE R EFHPS00IAERE - SME - SENMEME
MEMETERRENIES - MISEEHRC55 ~60°

GPM and GPR series is new silicon-titanium coating with high wear resistance and
toughness, excellent vibration resistance effectively reduces machining vibrations,
capable of machining high hardness HRC 55° ~60°.

GMM 6000 ZR18EREBATE
GMM 6000 Type Reference Page-B47 QVOE I X

GPM 60005 Z#Ri&:¥ REB48H
GPM 6000 Type Reference Page-B48

GPR 6000R00E ZiRIBFFREB112E
GPR 6000R00 Type Reference Page-B112




I GMM 6000 sn=mzsmsmsmsn

6 Flutes High Precision Machining Carbide End Mill

DC

APMX

LF

®
@ CHain Echaintool cutting tools
OO0

©

GMM

IHIER NIIRE HEE
ERESE Model No
APMX DCON
GMM6040 [ ] 4 10 4 50
GMM6045 [ 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 73
GMM6100L130 [ 10 30 10 75
GMM6120 [ ] 12 30 12 75
GMM6160 [ 16 48 16 100
GMM6200 [ ] 20 50 20 100
GMM6250 [ ) 25 62.5 25 100
GMM 600051 byl 22 45
The Cutting Data For GMM 6000 Series
Material @QSICEWY Stainless steel (LR
B (mm) Shank 4 6 8 10 12 16 20 25
$43& n (min) 4800 3100 2300 1900 1600 1200 1060 800
3% | msones | 405 | 300 | 360 | 360 | 360 | 405 | 405 | 350
ER
35 {838 Side 1450 1000 1150 1150 850 600 480 480

LJEI;EE Cutting depth
BE1E Slotted

ap<0.5DC

DC

Rl

Side

ap :
ac:
DC:

BhEEIEIRRE Axial depth of cutting
RENYIFERE Radial depth of cutting

7]42 Diameter of cutting

GMM 6000 — CARBIDE END MILL £k |

¥ 7]

Square
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GEJM &2 CHBI =94 7a

SQUARE

6 Flutes High Precision Seismic Performance Carbide End Mill

o)

| GPM 6000 snamssmmmssmms @ @@
ID
|

CON
APMX
LF
s TN

T HHIE® NNRE E=t:d

APMX DCON
GPM6040 4 10 4 50
GPM6045 4.5 11.25 6 50
GPM6050 5 12.5 6 50
GPM6060 [ ] 6 15 6 50
GPM6060L118 6 18 6 50
GPM6080 8 20 8 60
GPM6100 [ ] 10 25 10 75
GPM6100L130 10 30 10 75
GPM6120 12 30 12 75
GPM6160 16 48 16 100
GPM6200 20 50 20 100
GPM6250 25 62.5 25 100

GPM 600025145122 %4

The Cutting Data For GPM 6000 Series

wWINIHME Ex] B
Material GQUOASICEY QOIS CE

E1E (mm) Shank 4 6 8 10 12 16 20 25
$3& n (min) 4800 3100 2300 1900 1600 1200 1060 800
gg BA#E Slotted 405 300 360 360 360 405 405 350
%% {832 Side 1450 1000 1150 1150 850 600 480 480

IIHIRE Cutting depth
BH4E Slotted 38 Side
ap<0.5DC

DC 2e<0.1DC

ap : B E)EIFEE Axial depth of cutting
ae : {EEHIZRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B48 | CARBIDE END MILL §&3i#%7]) — GPM 6000



MU-EMM 4000 series

ERFARNEA35 55
Helix Angle 35° Design
1% UBEB7)sGET
BRHEEIRS
BARSEZERRBHTRE
HEEXMRE - BREMER

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

Enhanced chip removal effect and increase the stability.

MU Bl R 51 85 50 i 8% )

Rounded Land Carbide End Mill

OE IV

.
ey APX’*\\\v

§ f@;e'? MU-GMM 4000 series

S§¢ IRAIRRERA5 55
Q§ & Helix Angle 45° Design
S&L TIOBERH - AT
Sge HEANRERERE - ML THEREREHRCSSRELAT
< FRER A ERENS

DEEEFITE uRFEE

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, achieve high speed and
feeding processing.

Applicable for EADASIEE Stainless Steel Cast Iron

B49
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MgE,[“M &2 CHBI =94 7a
F MU-EMM 4000 5emssse QDHEOHODIY

DCI IDCON
APMX
LF

_ -~ 3

ISR 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-EMM4110H [} 1" 27.5 12 100
MU-EMM4120 [ ] 12 30 12 75
MU-EMM4120L136 [ 12 36 12 75
MU-EMM4140 [ J 14 35 16 100
MU-EMM4160 [} 16 48 16 100
MU-EMM4160L160M [ ] 16 60 16 150
MU-EMM4200 @ 20 50 20 100

B50 | CARBIDE END MILL §&3fi§%7] — MU-EMM 4000
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Square

MU-EMM 4000 2 %1 4] i1 22 8

The Cutting Data For MU-EMM 4000 Series

WINIHME Eii TR 5
Material Stainless steel

Cast Iron
EH1& (mm) Shank 4 6 8 10 12 16 20
#25& n (min) 4800 3100 2300 1900 1600 1200 1060
g % B##E Slotted 270 240 240 240 240 270 250
ERd
35 {B)i& Side 950 650 750 750 550 400 400

HHIZRE Cutting depth
Bf4E Slotted {32 Side

aps<0.5DC ap=1.5DC
DC 2e<0.1DC

ap : BHEIIHEIRE Axial depth of cutting
ae : fEELIHIFEE Radial depth of cutting
DC : 7J48 Diameter of cutting

MU-EMM 4000 — CARBIDE END MILL §&3fifs%0 | B51
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Square

| MU-GMM 4000 4 mssmss:n @ @@
4 Flutes Rounded Land Carbide End Mill
D{ :{:DCON
L APmx ‘
LF |
A
SEZn -~ - ST
IHIER NIIRE
ERELSERE Model No
APMX
MU-GMM4010 [} 1 2.5 4 50
MU-GMM4015 [ 1.5 3.75 4 50
@ MU-GMM4015L112D6 [ J 1.5 12 6 50
MU-GMM4020 [ 2 5 4 50
@ MU-GMM4020L112D6 [} 2 12 6 50
MU-GMM4030 [ ] 3 7.5 4 50
MU-GMM4030L109 [ J 3 9 4 50
MU-GMM4030D6 [ 3 7.5 6 50
MU-GMM4031L1093 [} &1 9.3 4 50
MU-GMM4032L1096 [ 3.2 9.6 4 50
MU-GMM4033L1099 [ J 3.3 919 4 50
MU-GMM4034L.1102 [ 3.4 10.2 4 50
MU-GMM4035 [ ] 3i5 8.75 4 50
MU-GMM4035D6 [ ] 3.5 8.75 6 50
MU-GMM4035L.1105 [ J 3.5 10.5 4 50
MU-GMM4036L.1108 [ 3.6 10.8 4 50
MU-GMM4037L1111 [} &7/ 11.1 4 50
MU-GMM4038L1114 [ 3.8 11.4 4 50
MU-GMM4039L1117 [ J 3.9 1.7 4 50
MU-GMM4040 [ 4 10 4 50
MU-GMM4040D6 [} 4 10 6 50
MU-GMM4040L112 [ 4 12 4 50
MU-GMM4040L112D6 [ J 4 12 6 50
MU-GMM4040E1 [ 4 10 4 75
MU-GMM4041L1123 [} 4.1 12.3 6 50
MU-GMM4042L1126 [ 4.2 12.6 6 50
MU-GMM4043L1129 [ J 4.3 12.9 6 50
MU-GMM40441.1132 [ 4.4 13.2 6 50
MU-GMM4045L.1135 [} 4.5 13.5 6 50
MU-GMM4046L1138 [ 4.6 13.8 6 50
MU-GMM4047L1141 [ ] 4.7 14.1 6 50
MU-GMM4048L1144 [ 4.8 14.4 6 50
MU-GMM4049L 1147 o 4.9 14.7 6 50

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

| MU-GMM 4000 s ¢7asseen QHROOBS®
4 Flutes Rounded Land Carbide End Mill
D(EI: :[:DCON
APMX
LF
|
-~ e ~»
«¥/f£€ -~ = ™~
New Specification Amval

ISR NRE

ERESE Model No

APMX

MU-GMM4050 [ ] 5 12.5 6 50
MU-GMM4050L115 [ 5 15 6 50
MU-GMM4050E1 [ ] 5 12.5 6 75
MU-GMM4050H [ ] 5 12.5 6 100
MU-GMM4050L120H [ ] 5 20 6 100
MU-GMM4051L1153 [ ] 5.1 15.3 6 50
MU-GMM4052L.1156 [ ] 5.2 15.6 6 50
MU-GMM4053L1159 [ ] 53 15.9 6 50
MU-GMM4054L1162 [ ] 54 16.2 6 50
MU-GMM4055 [ 5.5 13.75 6 50
MU-GMM4055L1165 [ ] 5.5 16.5 6 50
MU-GMM4056L.1168 [ ] 5.6 16.8 6 50
MU-GMM4057L1171 [ ] 57 171 6 50
MU-GMM4058L 1174 [ ] 5.8 17.4 6 50
MU-GMM4059L1177 [ ] 5.9 17.7 6 50
MU-GMM4060 [ ] 6 15 6 50
MU-GMM4060L118 [ ] 6 18 6 50
MU-GMM4060D [ 6 15 6 60
MU-GMM4060E1 [ ] 6 15 6 75
MU-GMM4060H [ ] 6 15 6 100
MU-GMM4061L1183 [ ] 6.1 18.3 8 60
MU-GMM4062L1186 [ ] 6.2 18.6 8 60
MU-GMM4063L1189 [ ] 6.3 18.9 8 60
MU-GMM4064L1191 [ ] 6.4 19.1 8 60
MU-GMM4064L1192 [ ] 6.4 19.2 8 60
MU-GMM4065 [ 6.5 16.25 8 60
MU-GMM4065L1195 [ ] 6.5 19.5 8 60
MU-GMM4066L1198 [ ] 6.6 19.8 8 60
MU-GMM4067L1201 [ ] 6.7 20.1 8 60
MU-GMM4068L1204 [ ] 6.8 20.4 8 60
MU-GMM4069L1207 [ ] 6.9 20.7 8 60
MU-GMM4070 [ ] 7 17.5 8 60
MU-GMM4070L121 [ 21.0 8 60

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

B54

J

EREE Model No

| MU-GMM 4000 @4+ nsmssn

4 Flutes Rounded Land Carbide End Mill

APMX

LF

©

?/Fi%

New Specification Amval

ISR

NRE

@000

APMX
MU-GMM4071L1213 [} 71 213 8 60
MU-GMM4072L1216 [ 7.2 21.6 8 60
MU-GMM4073L1219 (] 7.3 21.9 8 60
MU-GMM4074L1222 [ 74 22.2 8 60
MU-GMM4075 [} 78 18.75 8 60
MU-GMM4075L1225 [ 7.5 225 8 60
MU-GMM4076L.1228 (] 7.6 22.8 8 60
MU-GMM4077L1231 [ 7.7 23.1 8 60
MU-GMM4078L1234 [} 7.8 23.4 8 60
MU-GMM4079L1237 [ 7.9 23.7 8 60
MU-GMM4080 [ ] 8 20 8 60
MU-GMM4080L124 [ ] 8 24 8 60
MU-GMM4080E1 [} 8 20 8 75
MU-GMM4080H [ 8 20 8 100
MU-GMM4080M [} 8 20 8 150
MU-GMM4081L1243 [ ] 8.1 243 10 75
MU-GMM4082L.1246 [} 8.2 24.6 10 75
MU-GMM4083L1249 [ 8.3 24.9 10 75
MU-GMM4084L.1252 (] 8.4 25.2 10 75
MU-GMM4085L1255 [ 8.5 25.5 10 75
MU-GMM4086L.1258 [} 8.6 25.8 10 75
MU-GMM4087L1261 [ 8.7 26.1 10 75
MU-GMM4088L1264 [} 8.8 26.4 10 75
MU-GMM4089L1267 [ 8.9 26.7 10 75
MU-GMM4090 [} 9 225 10 75
MU-GMM4090L127 [ 9 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-GMM4094L.130 [ 9.4 30 10 75
MU-GMM4094L.1282 (] 9.4 28.2 10 75
MU-GMM4095L.1285 [ 9.5 28.5 10 75
MU-GMM4096L.1288 (] 9.6 28.8 10 75
S TFHE - % Continued on next page.
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Square

| MU-GMM 4000 w5 nsssin OHOGHOHBHY
4 Flutes Rounded Land Carbide End Mill
DCI IDCON
APMX ‘
LF |
EZTm ~ -~ 0 -
yuEE | 7S WA
ERESE Model No
DC APMX DCON
MU-GMM4097L1291 ° 9.7 29.1 10 75
MU-GMM4098L 1294 ° 9.8 29.4 10 75
MU-GMM4099L1297 ° 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
MU-GMM4100M ° 10 25 10 150
S MU-GMM4105 ° 105 | 26.25 12 75
MU-GMM4110 ° 11 27.5 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
MU-GMM4120M ° 12 30 12 150
MU-GMM4120L155M ° 12 55 12 150
MU-GMM4140 ° 14 35 16 100
MU-GMM4142 14.2 35.5 16 100
MU-GMM4160 ° 16 48 16 100
MU-GMM4160M ° 16 48 16 150
MU-GMM4180 ° 18 45 20 100
MU-GMM4200 ° 20 50 20 100
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MU-GMM 4000 %1 t) i1 22 8

The Cutting Data For MU-GMM 4000 Series

WINIHE 3R
Material Stainless steel
E& (mm) Shank 4 6 8 10 12 16 20
@& n (min) 4800 3100 2300 1900 1600 1200 1060
g % B4 Slotted 270 240 240 240 240 270 250
ERd
3§f {B)i& Side 950 650 750 750 550 400 400
1JEIREE Cutting depth
B8 Slotted fAl3% Side

| CARBIDE END MILL §§3fif#%7] — MU-GMM 4000

aps<0.5DC ap=1.5DC
DC 2e<0.1DC

ap : BHEIIHEIRE Axial depth of cutting
ae : fEELIHIFEE Radial depth of cutting
DC : 7J48 Diameter of cutting




MU-GPM4000 4 J)Eli&:& iRi% % 7]

EHPS00IIAEE - BME - SEIEME

.
o ° B

NI SFEETEHRCS5" ~60 %,

New P500 silicon-titanium coating with high wear resistance ’90

and toughness, capable of machining high hardness HRC 55°~60° %‘{,

BEEBRNIRE - FRIEFIBRERRE - EKE - TENEENIES - ”(s

RATIRERS - BOTEEENEGE - ”o«o

Provides excellent machining surfaces and stable chip evacuation efficiency, excellent %5,
%

ibration resistance effectively reduces machining vibrations, extends tool life and reduces %

chipping from tool vibrations. HRES%ZEE

I MU-GPM 4000 s« nsmssin (o)

4 Flutes Rounded Land Carbide End Mill

D{ DCON

APMX

LF

fﬁ@‘\_ﬁlﬁ:‘

IIHIERE NNRE

ERESE Model No

DC APMX

MU-GPM4020 2 5
MU-GPM4040 4 10 4 50
MU-GPM4050 5] 125 6 50
MU-GPM4060 6 15 6 50
MU-GPM4060L118 [} 6 18 6 50
MU-GPM4080 8 20 8 60
MU-GPM4090 9 225 10 3
MU-GPM4100 [ J 10 25 10 75
MU-GPM4100L130 [} 10 30 10 75
MU-GPM4120 12 30 12 75
MU-GPM4120L136 [ ] 12 36 12 {5
MU-GPM4160 16 48 16 100
MUGHI000RAINEE oy
The Cutting Data For MU-GPM 4000 Series LEEEIE 10y Stee g Carbon Steel
E & (mm) Shank 4 6 8 10 12 16
B n (min) 4800 3100 2300 1900 1600 1200
g g B4#E Slotted 270 240 240 240 240 270
3§f {AIi& Side 950 650 750 750 550 400
EIBIERE Cutting depth B9#E Slotted 32 Side
ap=<0.5DC ap=1.5DC
ap : BHE]EHRE Axial depth of cutting
~—Bc 2620.10C ac : REIIHIRE Radial depth of cutting
DC : 7]48 Diameter of cutting

MU-GPM 4000 — CARBIDE END MILL §&8/ii#8%70 | B57
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Rounded Land Double Edge Carbide End Mill

- DA Beail |
MUZ.GPM B— 558 80 Sy 76 /)
TIOERERRPRTAE
WA EBRTEERNE
Cutter edge adopts double relief grinding to reduce
the resistance caused by vibration.
SIE MR G T RETRISES - FRESE ZHIESAES -
RALIEIES - BESEENMNIRE  BLITHEELROE
R RETEMISES -
Can effectively reduce or avoid the cutting vibration pattern when the tool
is side milling, and improve the cutting ability, which is beneficial to obtain

a high-quality machining surface then reduce port burrs on the workpiece
and increase tool life.

IZHEAIRAAAS BT MADBIERE
RABEBYE oIiJHIEEEHRC55~60°
Designed with a 45° helix angle and enlarged
chip gullet for optimal chip evacuation.

Capable of cutting materials with hardness
up to HRC 55~60°
1

U, 2N
eamamE <)

Double Rlief Grinding

SRR ER - 5 QI ;
Special Coating for RAZIIEREE

AEMhEESSEE
D

Special silicon-titanium coating

can effectively resist vibration
SEm L) R 1 B to obtain high-quality machining
surfaces in plunge millin. MUZ'GYM

B S8 R EB59~ 60 BERIEHREB61E
Reference Page-B59~60 Reference Page-B61
TSIREEER o BRARELIEIAM - MK .
A, THUNT - RAREE  wEE | SONRIE

B RERSERANE o Special Coating for

Engineered with a special titanium o o
coating, this carbide end mill is #X & <& Titanium Aalloy

/'VEWAR?*\Q@, ideal for machining difficult to cut

materials and titanium alloy o~ .
aerospace components. Rl ALL L]
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Square

| MU2-GPM 4000 4mmisusssassmass:n @ @@
4 Flutes Rounded Land Double Edge Carbide End Mill
oo| | ooon
APMX
LF

= A EB f?
0 RFAZ1E_E it ~ ™~
New Specification Arrival

THIERE NRE

EfRELSR Model No

DC APMX
MU2-GPM4040 ° 4 10 4 50
MU2-GPMA4040L 112D6 ° 4 12 6 50
MU2-GPM4050 ° 5 125 6 50
MU2-GPM4050L115 ° 5 15 6 50
MU2-GPM4060 ° 6 15 6 50
MU2-GPM4060L 118 ° 6 18 6 50
S MU2-GPM4070 ° 7 175 8 60
MU2-GPMA4070L 121 ° 7 21 8 60
MU2-GPM4080 ° 8 20 8 60
MU2-GPMA4080L 124 ° 8 24 8 60
MU2-GPM4100 ° 10 25 10 75
MU2-GPM4100L 130 ° 10 30 10 75
g MU2-GPM4105 ° 105 | 2625 12 75
MU2-GPM4110 ° 11 275 12 75
MU2-GPM4120 ° 12 30 12 75
MU2-GPMA4120L 136 ° 12 36 12 75
MU2-GPM4160 ° 16 48 16 100
MU2-GPM4200 ) 20 50 20 100

MU2-GPM 4000 — CARBIDE END MILL $g§fis%70 |  B59
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MU2-GPM 40002 %1 L) i 228

The Cutting Data For MU2-GPM 4000 Series

i
HE (mm) Shank 4 6 8 10 12 16 20
E33% n (min) 6000 4000 2900 2400 1900 1500 1200
g% BA#E Slotted 420 420 420 420 420 420 420
%E flig Side 1100 800 950 750 500 480 400
1HIRE Cutting depth
BA#E Slotted {B32 Side

aps0.5DC

DC

ap : BEILIAEIRRE Axial depth of cutting
ae : fEELHIFRE Radial depth of cutting
DC : 7] Diameter of cutting

| CARBIDE END MILL §§3i#%7]) —MU2-GPM 4000
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Square
' MUZ-GYM 4000 4 7)EE 2 SRR MM RIS 0 @ @@

4 Flutes Rounded Land for Hard Materials Carbide End Mill

D{ IDCON

APMX
LF

- ~ 3
() f/ff:n'ﬂﬁﬁi -~ 0w ™~ ~

IHIER NRE BER
ERELSERE Model No

APMX DCON
MU2-GYM4040 [ 4 10 4 50
MU2-GYM4060 [ ] 15 6 50
MU2-GYM4080 [ ] 8 20 8 60
MU2-GYM4100 [ ] 10 25 10 75
MU2-GYM4100L130 [ 10 30 10 75
MU2-GYM4120 12 30 12 75
MU2-GYM4120L136 [} 12 36 12 75
MU2-GYM4160 16 48 16 100

MU2-GYM 4000251 U528 wmme

The Cutting Data For MU2-GYM 4000 Series Material

18 (mm) Shank 4 6 8 10 12 16
#93% n (min) 4000 2600 2000 1600 1300 1000
35 | e sote 320 210 240 190 210 160
%% fali# Side 800 520 400 380 310 240
WINTHE
(VISR Nickel Alloy
E£& (mm) Shank 4 6 8 10 12 16
#3% n (min) 2000 1300 1000 800 700 500
35 | e soted 160 105 120 95 100 80
%é fali# Side 400 260 200 190 155 120
LJEIRE Cutting depth
BH1& Slotted {32 Side
ap<0.5DC

—
DC

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

MU2-GYM 4000 — CARBIDE END MILL §§3@is%0 | B61
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| MUH-FMM 4000 m#rssasses 4 nsmmsn @ @@
Round land Unequal Spiral Unequal Division 4 Flutes Carbide End Mill
A1e A2
B1° N
Dcl IDCON
APMX
B2 LF
1
~ - 2 =
TERE B1°#B2° TERE A1°£A2° ~ -~
Unequal Division Unequal Spiral

ISR NRE

EREE Model No
APMX

MUH-FMM4020L 106 2 6 4 50
MUH-FMM4030L 109 3 9 4 50
MUH-FMM4040L 112 4 12 4 50
MUH-FMM4050L 115 5 15 6 50
MUH-FMM4060 6 15 6 50
MUH-FMM4060L 118 [ 6 18 6 50
MUH-FMM4080 8 20 8 60
MUH-FMM4080L 124 8 24 8 60
MUH-FMM4100 10 25 10 73
MUH-FMM4100L 130 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
WINTHE T4 EE)
Material @SIEE] Stainless steel (Rl
B & (mm) Shank 4 6 8 10 12 16 20
$2& n (min) 6000 4000 2900 2400 1900 1500 1200
38 | mmsoted | 420 420 420 420 420 420 420
35 {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

B62 | CARBIDE END MILL §§3i#%/] — MUH-FMM 4000
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Round Land Unequal Spiral & Uenqual Division 4 Flutes Carbide End Mill

B1° Afe A2

S RN Jcon

APMX
LF

= - s -~
S -
FENE B1°£B2° Tz A=A ’f/ffﬁﬁ-t‘ﬁ? -
Unequal Division Unequal Spiral lew Specification Arrival

ISR NRE

ERELSERE Model No

APMX

MUH-FPM4020L106 [ 2 6 4 50
@ MUH-FPM4025 [ 25 6.25 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-FPM4080L124 [ 8 24 8 60
MUH-FPM4100 [ 10 25 10 75
MUH-FPM4100L130 [ ] 10 30 10 73
MUH-FPM4120 [ ] 12 30 12 75
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 4000231 b i1 22 8

The Cutting Data For MUH-FPM 4000 Series

wWNIME 210 ik
Material GQUOASICEY QLIS G

HE (mm) Shank 4 6 8 10 12 16 20
$3& n (min) 6000 4000 2900 2400 1900 1500 1200
gg BAi#E Slotted 420 420 420 420 420 420 420
g% f8li& Side 1100 800 950 750 500 480 400

HJHIZRE Cutting depth
BHf& Slotted 32 Side

ap<0.5DC ap=1.5DC
ap : BAEIEIEIRE Axial depth of cutting
ae : {EEITHIZRE Radial depth of cutting

DC : 7J48 Diameter of cutting

DC

MUH-FPM 4000 — CARBIDE END MILL §§3@i8%0 | B63
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4 Flutes Unequal Division Round Land Carbide End Mill
B2° o
DC DCON
B1° APMX
LF
O~ O 2 -
FEZHE B1°£B2° “  w

Unequal Division

ISR NRE

ERELSERE Model No

APMX

MUH-GMM4030 [ 3 7.5 4 50
MUH-GMM4040 [ ] 4 10 4 50
MUH-GMM4040L112 [ 4 12 4 50
MUH-GMM4050 [ ] 5 12.5 6 50
MUH-GMM4060 [ ] 6 15 6 50
MUH-GMM4070 [ 7 17.5 8 60
MUH-GMM4080 [ 8 20 8 60
MUH-GMM4080L 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 o 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

B64 | CARBIDE END MILL §§3i#% 7] — MUH-GMM 4000



FRFIRNEA42°/45° 325
Helix angle 42°/45° design,
A1° LUH-IMM 4000
B e R AR
Turning and Milling Center
Carbide End Mill

A TEGER

Round! Land" Unequal®Division
MUH-IMM 4000

HE TR SRS L) EA LT Unequal Helix:CarbiderEnd Vil
Special slot design is beneficial to/chip) Einishing ungsten

pRioval ] linge il Carbide Roughing Endviill

ETJERS

BB )M EERRf A A4

o0 SR B a5 7 B 1 Rl S s
1) Hll EE AL

FIRIERS SESHINERHE
DUSES= VT

Q..
g5 =B67~B68E  »
MUH-IMM 4000 Type Reference Page-B67~B68

MUH-IMM 4000-DINE 2R 18:x R 5EB69EH
MUH-IMM 4000-DIN Type Reference Page-B69

LUH-IMM 4000 ZiRIg:¥ REBTTE
LUH-IMM 4000 Type Reference Page-B77

B65
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EHIGM « EMEME SEIMME oJINISEEHRC50°~60°
Brand new IGM - IEM series with high abrasion resistance
high ductility material machinable high hardness HRC50°~60°.

BB F 18
PNERTDES

[—] A 4
SiEEIEIE
Round Land Unequal Division
Unegqual Helix Carbide End Mill
Designed for Cutting
High/Hardness Materials

EBIEGLE
(=TI N EHIRA A B
I EXEESEEENNIRE

MAS EBER BRI TR
HFEEERR

B2°

A% 92E| Unequal Division
B1°#£B2°£B3°
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Square

| MUH-IMM 4000 m#rsanmsas nsmssn @ @@
Rounded Unequal Spiral & Unequal Division 4 Flutes Carbide End Mill
B1° A1° A2°
\%BT DCI IDCON
APMX
LF
1
-~ 2
-~
THAE B1°#B2° THERE A1 FA2°Q %’iéﬁm i nAva =~ ~
Unequal Division Unequal Spiral b

ISR NRE

ERESE Model No

APMX
S MUH-IMM4020 ° 2 5 4 50
MUH-IMM4030L109 ° 3 9 4 50
MUH-IMM4035L109 ° 35 9 4 50
MUH-IMM4040 ° 4 10 4 50
MUH-IMM4040L 112 ° 4 12 4 50
MUH-IMMA4040L 112D6 ° 4 12 6 50
MUH-IMM4050 ° 5 125 6 50
MUH-IMMA4050L 112 ° 5 12 6 50
MUH-IMMA4050L 115 ° 5 15 6 50
MUH-IMM4055L113 ° 55 13 6 50
MUH-IMM4060 ° 6 15 6 50
MUH-IMMA4060L 118 ° 6 18 6 50
MUH-IMM4070 ° 7 175 8 60
MUH-IMMA4070L 121 ° 7 21 8 60
MUH-IMMA4070L 130E1 ° 7 30 8 75
MUH-IMMA4073L 1219 ° 7.3 219 8 60
MUH-IMM4075 ° 75 | 1875 8 60
MUH-IMM4080 ° 8 20 8 60
MUH-IMMA4080L 124 ° 8 2 8 60
MUH-IMMA4085L 1255 ° 8.5 255 10 75
MUH-IMM4090 ° 9 25 10 75
MUH-IMM4095 ° 95 | 2375 10 75
MUH-IMM4100 ° 10 25 10 75
MUH-IMM4100L 130 ° 10 30 10 75
MUH-IMM4120 ° 12 30 12 75
MUH-IMM4120L136 ° 12 36 12 75
MUH-IMM4120L138 ° 12 38 12 75
MUH-IMM4120L 140 ° 12 40 12 75
MUH-IMM4120H ° 12 30 12 100
MUH-IMM4120L 142H ° 12 42 12 100
MUH-IMM4120L 145H ° 12 45 12 100
MUH-IMM4120L 153H ° 12 53 12 100
MUH-IMM4120L 155H ° 12 55 12 100

X EE#ETH - % Continued on next page.
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| MUH-IMM 4000 E#rssnrzs@is4nmmms) @ @@
Rounded Unequal Spiral & Unequal Division 4 Flutes Carbide End Mill
B1° Al° A2°
E E :)BZO D%l: IDCON

APMX ‘

LF |

-~
TEDE B1°+#B2° T A1° A2 Vﬁﬁ]ﬁlffﬁﬁ-t‘ﬁf_ - -
Unequal Division Unequal Spiral lew Specification Arrivai

ISR NRE

ERELSERE Model No

DC APMX
MUH-IMM4140 [ 14 35 16 100
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-IMM4160L155 [ ] 16 55 16 100
MUH-IMM4180 [ ] 18 45 20 100
MUH-IMM4190 [ ] 19 47.5 20 100
MUH-IMM4200 [ 20 50 20 100
MUH-IMM4200L160M [ ] 20 60 20 150
MUH-IMM4200L170M [ ] 20 70 20 150
MUH-IMM4200L175M [ ] 20 75 20 150
MUH-IMM4200L1130R [ 20 130 20 200

MUH-IMM 4000251 ) i 22 8

The Cutting Data For MUH-IMM 4000 Series

Material @SIEE] Stainless steel (eEEAI{e))

£ (mm) Shank 4 6 8 10 12 16 20
#i% n (min) 6000 | 4000 | 2000 | 2400 | 1900 | 1500 | 1200
35 | msotes | 420 420 420 420 420 420 420
%% fAli& Side 1100 800 950 750 500 480 400

LIHIERE Cutting depth
BH1E Slotted {32 Side

ap<0.5DC

DC

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

B68 | CARBIDE END MILL §§3i#%7]) — MUH-IMM 4000
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: @ CHain®Echaintool cutting tools
| MUH-IMM 4000-DIN E#rssnsses 4 nsmmsn s @ @@

Rounded Unequal Spiral & Unequal Division 4 Flutes Carbide End Mill-DIN

Square

B1° A1° A2°
% B2° DCI\\ ECON
APMX ‘
LF |
~ - 2 =
TERE B1°#B2° TERIE A1°£A2° NN
Unequal Division Unequal Spiral
ISR NNRE EU=E
ERESE 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 [ J 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 [ J 20 50 20 100

MUH-IMM 4000-DIN 2 %] U] §i 228

The Cutting Data For MUH-IMM 4000-DIN Series

muzng T4 FE]
Material @SIEE] Stainless steel (eEEAI{e))

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

35 | msotes | 420 420 420 420 420 420 420

%% fAli& Side 1100 800 950 750 500 480 400

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
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Round Land Unequal Spiral & Unequal Division Seismic Performance 3 Flutes Carbide End Mill

A A2

Square

B1°

B3° DCI\ IDCON

APMX

B2° LF ‘

1
~ - 2 =
FEDEIB1°#£B2°#B3° FEEHE A1°+A2° ~ ~
Unequal Division Unequal Spiral
ISR NNRE HEE
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-IPM3080L 124 [ ] 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 %14 i 228

The Cutting Data For MUH-IPM 3000L1 Series

wWNIHE R i 3@
Material GQUOASICEY QOIS CE

E1& (mm) Shank 4 6 8 10 12 16
#5& n (min) 6000 4000 2900 2400 1900 1500
g% FitE Slotted 360 360 300 300 280 230
g’ﬁ fali& Side 540 480 480 480 400 400

LJEIEE Cutting depth
BA4E Slotted {HJ32 Side

aps0.5DC

DC

ap : BHEEIBEIRE Axial depth of cutting
ae : EEHIZRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B70 | CARBIDE END MILL §§3fii8%7) — MUH-IPM 3000L1
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Round Land Unequal Spiral & Unequal Division Seismic Performance 4 Flutes Carbide End Mill

B1°

A1° A2
B2 D{\\ IDCON
APMX ‘
LF |
~ - 2 =
TEDE B1°#£B2° TEHIRNE A1°£A2° NN
Unequal Division Unequal Spiral

IHIER NRE
ERESE Model No

DC APMX

MUH-IPM4030D6 [ ] 3 7.5 6 50
MUH-IPM4040 [ ] 4 10 4 50
MUH-IPM4040D6 [ 4 10 6 50
MUH-IPM4040L112D6 [ 4 12 6 50
MUH-IPM4050 [ ] 5 12.5 6 50
MUH-IPM4050L115 [ ] 5 15 6 50
MUH-IPM4060 [ ] 6 15 6 50
MUH-IPM4060L118 [ 6 18 6 50
MUH-IPM4070 [ ] 7 17.5 8 60
MUH-IPM4070L121 [ ] 7 21 8 60
MUH-IPM4080 [ ] 8 20 8 60
MUH-IPM4080L124 [ 8 24 8 60
MUH-IPM4086 [ ] 8.6 215 10 75
MUH-IPM4090 [ ] 9 22.5 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-1PM4200L160M [ 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 | B71
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The Cutting Data For MUH-IPM 4000 Series

wWNIHE X i 8
Material GQUOASICEY QLI NESIEE]
EH7E (mm) Shank 4 6 8 10 12 16 20
5% n (min) 6000 4000 2900 2400 1900 1500 1200
g g BA#E Slotted 480 350 350 300 300 300 300
35 {88 Side 720 640 580 580 580 480 400
LIHI;EE Cutting depth
Bt# Slotted {H32 Side

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

ap=<0.5DC

DC

ap : BHEEEIFERE Axial depth of cutting
ae : fEEIFIYIRE Radial depth of cutting
DC : 7]48 Diameter of cutting




: @ EHain®Echaintool cutting tools MU:!;llleGM
| MUH-IGM 4000 m#Fzazrsms 4 nsmms @ @@

Round land Unequal Spiral Unequal Division 4 Flutes Carbide End Mill

B1° A1° A2°
DCI \ DCON
o APMX
B2 LF

® = - &
TEDE B1°#£B2° TR A1°EA2 ’f/fffﬁ-éﬁ,’_ - -
Unequal Division Unequal Spiral lew Specification Arrival

ISR NRE

ERELSERE 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-IGM4160 [ 16 48 16 100
MUH-IGM4200 [ 20 50 20 100

MUH-1IGM 4000251 ) i 22 %

The Cutting Data For MUH-IGM 4000 Series

WINTHME ] %
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 : BAREIEIHIERE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
DC : 7J4® Diameter of cutting

MUH-IGM 4000 — CARBIDE END MILL §58/is%70 | B73
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MU¢H,|JEM &2 CHBI =94 7a
| MUH-IEM 4000 E¥easmeseomsmmsn OHO®HEDBY

4 Flutes Carbide End Mill

B1° A1° A2°

B2° APMX
LF

FEHEBI#B2  FEEHE A1 A2 ﬁwﬁfﬁfﬁiﬁ? ~ 0~ ™

PR . New Specification Arrival
Unequal Division Unequal Spiral ki

ISR NRE

ERESE Model No

DC APMX
S MUH-IEM4035L109D6 ° 35 9 6 50
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 ° 6 15 6 50
MUH-IEM4060L118 ° 6 18 6 50
MUH-IEM4070L121 ° 7 21 8 60
MUH-IEM4080 ° 8 20 8 60
MUH-IEM4080L124 ° 8 24 8 60
MUH-IEM4100 ° 10 25 10 75
MUH-IEM4100L130 ° 10 30 10 75
MUH-IEM4120 ° 12 30 12 75
MUH-IEM4120L136 ° 12 36 12 75
MUH-IEM4160 ° 16 48 16 100
MUH-IEM4200 ° 20 50 20 100
MUH-IEM 4000 Z 5| VJHI 28 mmrre W
The Cutting Data For MUH-IEM 4000 Series ~ Material \GLASICEY QRIS
B & (mm) Shank 4 6 8 10 12 16 20
&% n (min) 6000 | 4000 | 2900 | 2400 | 1900 1500 | 1200
3E | mmsoted | 420 420 420 420 420 420 420
SiE
SE | s sie 1100 800 950 750 500 480 400

IIBIRE Cutting depth
BA#E Slotted {32 Side

ap<0.5DC

DC

ap : BREEIHIFRE Axial depth of cutting
ac : fREI4IFE Radial depth of cutting
DC : 7J4% Diameter of cutting

B74 | CARBIDE END MILL §&3fi#%/]) — MUH-IEM 4000



Rounced Unseual Spirl &
Unequal bivisien 4 Fluiss Carbice Enel Wil

BB - RREINY - RASEEEIAREE | HERE  RETSSKEE OO

N

B IHIEREEHRC55°~60° Y.
Special titanium coating is suitable for machining of hard materials or aerospace components.
Capable of cutting hardness HRC 55°~60°

TEAREFIRSEEANTIRESE FFREANRSEMNIAEZRM ————
Unequal angle division is beneficial for high-speed feed machining and vibration resistance, unequal helix angle for
enhanced resistance to chipping during high-speed machining.

| MUH-IYM 4000 E#fzssrsmimesi 4 nsmmsn @..@@
Rounded Unequal Spiral & Unequal Division for Hard Materials 4 Flutes Carbide End Mill
B1° A1° A2°
DC:[ \ IDCON

B2° APM
LF

- -
FEZ45HE) B1°#£B2° e T INIETVIN O 2r o f - - - & r
Unequal Division Unequal Spiral Yn”] New Arrival

ISR NRE

ERESE Model No

APMX
MUH-1YM4040 4 10 4 50
MUH-1YM4060 6 15 6 50
MUH-1YM4080 ® 8 20 8 60
MUH-YM4080L 124 L] 8 24 8 60
MUH-1YM4100 10 25 10 75
MUH-YM4100L130 ® 10 30 10 75
MUH-1YM4120 12 30 12 75
MUH-YM4120L136 L] 12 36 12 75
MUH-1YM4160 16 48 16 100

MUH-IYM 4000 — CARBIDE END MILL §58/i#8%70 |

B75



MUK-YM

o .
&2 CHBIM = 9475

Square

MUH-IYM 4000 2% b i1 22 8

The Cutting Data For MUH-IYM 4000 Series

#NTHE PR

Material QLLEL ]

B (mm) Shank 4 6 8 10 12 16
#3 n (min) 4000 2600 2000 1600 1300 1000
35 | e soted 320 210 240 190 210 160
%% A2 Side 800 520 400 380 310 240
BMTHE
Material Nickel Alloy
B8 (mm) Shank 4 6 8 10 12 16
#3% n (min) 2000 1300 1000 800 700 500
35 | e soted 160 105 120 95 100 80
%é faii# Side 400 260 200 190 155 120

LIIHIERE Cutting depth
BH1E Slotted {32 Side

ap<0.5DC

—

DC

ap : BREIEIHIRE Axial depth of cutting
ae : fREIIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

B76 | CARBIDE END MILL §&3fi8%7) — MUH-IYM 4000




0 o LUR-MN

Q CHain Echaintool cutting tools =7
Square

| LUELIMM 4000 sssoenases OUROOSS

Turning And Milling Center Carbide End Mill
A12 \
B1° DC IDCON
B2° APMX ‘

LF
I |

-~
TEDEI B1°#B2° TEIRIE A1°£A2° ~ -~
Unequal Division Unequal Spiral

ISR NRE

ERESE Model No

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

LUH-IMM 4000 231 U] 51 22

The Cutting Data For LUH-IMM 4000 Series

WINIME 58
Material Steel Stalnless GG Cast Iron

E£& (mm) Shank 6 8 10
5% n (min) 4000 2900 2400
3% | o Siotes 420 420 420
e}
SE 1 s sice 800 950 750

IR Cutting depth
BHt#E Slotted A58 Side

ap<0.5DC ap=1.5DC

DC

ap : BRE YR Axial depth of cutting
ac : fREHIYIFE Radial depth of cutting
DC : 7J4% Diameter of cutting

LUH-IMM 4000 — CARBIDE END MILL §8§fifs%0 | B77



P AEFHDBFRESEERININE
| Spiral =
Unequel Spia FEEEARRSEMTANERY
Unequal division to improve seismic resistance of
high-speed feed machining.
Unequal helix angle to improve high tree
processing resistance to chipping.

iEFA#1ES Processing on
Steel Stainless Steel Cast Iron

ZHEAERF39 /41 &5t
NN7NFERAREIARREATEE
EBINERSE - EBTINRHIRTZABEE
SRR L ik 5 ) & TR SRS Y
IHIEEAERS - BREGSEENMIRE
MRETIEE® -

Helix angle 39°/41° 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

B2° 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.

LB ETEI D FIEHE

Flat Land Unequal Spiral Unequal Division

Unequal Spiral 4 ﬂﬁ%ﬂ@ﬁﬁﬁﬂ

A1°£A2° V=L 2] 4Flutes Carbide End Mill

A1° cAariac
SEIES

A= LY

saries

S ] 13 ey A
e $55% U RUBHERET © AURIESM TR
B1°#£B2° HERER B THEEHROER
Special U-shaped groove design
B1° Makes the commissioner with excellent chip

removal effect during the plunge milling process
reduce workpiece generation port burrs.

HRERER

Special Coating For

(=l fix' &
Alloy Steel Carbon Steel



@ CHain®Echaintool cutting tools Mlejll;JMM
| MMH-LMM 4000 F#srsaafsms 4 nEgms @ @@

Flat Land Unequal Spiral & Unequal Division 4 Flutes Carbide End Mill

A1° A2?
ﬁm DCI \ e
APMX
B2° }‘—"
I

LF

FERE BI°#B2  FZEEE A1 £A2 ‘ﬁhf/ff ~

ivisi 1 New Specificati A |
Unequal Division Unegqual Spiral lew Specification Arrival

IHIER NRE
ERELSERE Model No

APMX

MMH-LMM4040 [ ] 4 10 4 50
MMH-LMM4060 [ ] 6 15 6 50
MMH-LMM4080 [ ] 8 20 8 60
MMH-LMM4100 [ 10 25 10 75
@ MMH-LMM4100L140H [ ] 10 40 10 100
MMH-LMM4120 [ ] 12 30 12 75
@ MMH-LMM4120L136 [ ] 12 36 12 75
MMH-LMM4160L155 [ 16 55 16 100
MMH-LMM4160M [ 16 48 16 150

MMH-LMM 4000251 ) 1 22 8

The Cutting Data For MMH-LMM 4000 Series

WNIHE T4 E4
Material Steel Stainless steel (eEE I

E4E (mm) Shank 4 6 8 10 12 16
#3% n (min) 6000 4000 2900 2400 1900 1500
35 | msote 420 420 420 420 420 420
\%% @8 Side 1100 800 950 500 500 480

HIEIRE Cutting depth
BA## Slotted 38 Side

ap<0.5DC

DC

ap : BAEEIEIFERE Axial depth of cutting
ae : {EETHIZRE Radial depth of cutting
DC : 7J48 Diameter of cutting

MMH-LMM 4000 — CARBIDE END MILL §5/if8%0 | B79
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MME!'JPM &2 CHBI =94 7a

Sugare

| MMH-LPM 4000 urzaarzei 4 N @ @@
Flat Land Unequal Spiral & Unequal Division 4 Flutes Carbide End Mill
A1° o
B1° A2
DCI DCON
B2° L APMX ™ |
LF

TEHE B1°#B2° Fazimig Ao £A2° (B %@fﬁﬁ-ﬁﬁ - -
Unequal Division Unequal Spiral .

IHIER HNRE
ERELER Model No

APMX

MMH-LPM4040 ([ ] 4 10 4 50
MMH-LPM4055L1165 [ ] 5.5 16.5 6 50
MMH-LPM4060 ([ ] 6 15 6 50
MMH-LPM4080 ([ ] 8 20 8 60
MMH-LPM4080L 124 ([ ] 8 24 8 60
MMH-LPM4100 [ ] 10 25 10 75
MMH-LPM4120 ([ ] 12 30 12 75
MMH-LPM4120L136 ([ ] 12 36 12 75
MMH-LPM4160 o 16 48 16 100

MMH-LPM 4000 %1 4] i 22 8

The Cutting Data For MMH-LPM 4000 Series

WINTAE A2 Tk
Material \GQUOASICE]Y Q=S NI EEY

1 (mm) Shank 4 6 8 10 12 16
# n (min) 6000 4000 2000 2400 1900 1500
35 | e sote 420 420 420 420 420 420
i% fBlis Side 1100 800 950 500 500 480

1IHRE Cutting depth
BHf& Slotted {83 Side

aps0.5DC

DC

ap : BEILIAEIRRE Axial depth of cutting
ae : fEEIEHIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B8O | CARBIDE END MILL §§3i#%/] — MMH-LPM 4000
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Q CHain Echaintool cutting tools

§ EM-CMM 4000 = nssas QHROODP
4 Flutes Fine Pitch & Finishing Rough Carbide End Mill

D{ DCON

APMX
LF

IHIER NRE BER
ERESE Model No

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

FM-CMM 4000251 4] 51 2 8

The Cutting Data For FM-CMM 4000 Series

WINTME T4 EE]
Material @SIEE] Stainless steel (eEE Al

Ef& (mm) Shank 6 8 10 12 16
3% n (min) 3100 2300 1900 1600 1200
gfg BE# Slotied 120 120 120 120 135
§§ A58 Side 325 375 375 275 200

YR E Cutting depth
FA#E Slotted {32 Side

ap<0.5DC

DC

ap : BHELIHIRRE Axial depth of cutting
ae : fREJIHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

FM-CMM 4000 — CARBIDE END MILL §58/ii8%70 | BS81



RICIN ) .
- CHOiI =09y 70=
SQUARE
} RM-CMM 4000 s iz SOR®OLSS
4 Flutes Fine Pitch & Roughing Carbide End Mill
D{ IDCON
APMX ‘
LF |
- -~ =
HHIEE REPEE
ERESE Model No
DCON
S RM-CMM4040 ° 4 10 4 50
RM-CMM4050 [ 5 12.5 6 50
RM-CMM4060 [ J 6 15 6 50
RM-CMM4070 [ 7 17.5 8 60
RM-CMM4080 [} 8 20 8 60
RM-CMM4100 [ 10 25 10 75
RM-CMM4120 [ J 12 30 12 75
RM-CMM4120L136 [ 12 36 12 75
RM-CMM4150 [} 15 375 16 100
RM-CMM4160 [ 16 48 16 100
RM-CMM 4000 2 51| 1] 11 22 8
The Cutting Data For RM-CMM 4000 Series
WINTME T EE]
Material @SIEE] Stainless steel Rl
Ef& (mm) Shank 4 6 8 10 12 16
E23% n (min) 4700 3100 2300 1900 1600 1200
SE | e sioted 120 120 120 120 120 135
5=
35 {Alig Side 325 325 375 375 275 200

HIHIRE Cutting depth
BAfE Slotted 32 Side

ap<0.5DC

DC

ap : BHELIHIRRE Axial depth of cutting
ae : fREJIHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B82 | CARBIDE END MILL §&3fi$%7) — RM-CMM 4000



@ CHain®Echaintool cutting tools CF:MF.CEWM
| CFM-CWM smisamsmnTws:n @ @

Carbide End Mill For Composiutes Finishing

Square

DCI DCON

APMX
LF

074215 L 77 PN
New Specification Arrival

HNRE
E RS Model No

APMX
CFM-CWM8040 [ ] 4 12 4 50 8
@ CFM-CWM12050 [ ] 5 15 6 50 12
CFM-CWM12060 [ ] 6 18 6 50 12
CFM-CWM11060L124 6 24 6 50 1
CFM-CWM14080L125 [ ] 8 25 8 60 14
CFM-CWM16100 [ ] 10 30 10 75 16
CFM-CWM17120L132 12 32 12 75 17

CFM-CWMR51 Y] i§1 2 8

The Cutting Data For CFM-CWM Series

Material EIEEENFEIE Carbon Fiber

E1& (mm) Shank 4 6 8 10 12
#43% n (min) 6370 4250 3190 2550 2130
35 | e soted 510 470 450 410 360
%% @138 Side 1020 940 900 820 730

1HIRE Cutting depth
BA#E Slotted {AI32 Side

ap<0.5DC

DC

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

CFM-CWM —CARBIDE END MILL §&3fiis%0 | B83
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i @ CHSIUI =9y 7=
I S-EMB 2000 #uvessm 2 namusn @ @@

Micro Diameter Carbide 2 Flutes Ball Nose End Mill

DC 4:\ IDCON
APMX | LF 1
c. ~ - P
T IHIERE
DC

S-EMB2003 ([ ] 0.15 0.3 0.6 4 50
S-EMB2004 [ 0.2 0.4 0.8 4 50
S-EMB2005 [ ] 0.25 0.5 1 4 50
S-EMB2006 [ 0.3 0.6 1.2 4 50
S-EMB2007 ([ ] 0.35 0.7 1.4 4 50
S-EMB2008 [ 0.4 0.8 1.6 4 50
S-EMB2009 @ 0.45 0.9 1.8 4 50

S-EMB 2000251 ) i1 22 %

The Cutting Data For S-EMB 2000 Series

%&nulﬁg T4 E
Material @SIEE! Stainless steel Rl

B& (mm) Shank 4
&k n (min) 6400
HEIREE VF (mm/min) 235

HEIRE Cutting depth

Ep=o.1RE

ae=0.2RE
ap : BEILIAEIRRE Axial depth of cutting

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

B84 | CARBIDE END MILL §&3i#%7] — S-EMB 2000



0o} ° SEMB
u EHain Echaintool cutting tools EESET]
1 S-EMB 200012 #uvesssansss2 nsswsn @ @@

Micro Diameter Long Neck Short Flute Ball Nose 2 Flutes Carbide End Mill

Ball Nose

RE DN

DC#:\‘ % IDCON

APMX:iLLU .

e, 0~ 3
T IHER | D7RE WE  (CUERRE| RERR
DC APMX
S-EMB2004L.202 0.2 0.4 0.32 4 0.37 2 50
S-EMB2004L.204 0.2 0.4 0.32 4 0.37 4 50
S-EMB2005L202 L J 0.25 0.5 0.4 4 0.46 2 50
S-EMB2005L204 L J 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-EMB2006L.202 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 %

The Cutting Data For S-EMB 2000L2 Series

Material QSIEE] Stainless steel Rl

E& (mm) Shank 4
EE5& n (min) 6400
EHSERE VF (mm/min) 235

IR E Cutting depth

Iap=0.1 RE

ae=0.2RE

ap : BHEIIHEIRE Axial depth of cutting
ae : REIYIFRE Radial depth of cutting
RE : 7JAR R Edge Angle

S-EMB 2000L2—CARBIDE END MILL §85fifs%0 | B85



sﬁEﬁf,]B @ CHEI == 95702 |
1 S-EPB 2000 #uva2 nsamsssmms:n @ @@

Micro Diameter 2 Flutes Ball Nose Carbide End Mill

Ball Nose

APMX LF ‘

ISR NRE

ERESR Model No

DC APMX
S-EPB2003 0.15 0.3 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

S-EPB 2000251 t) i1 22 %

The Cutting Data For S-EPB 2000 Series

HwNIME G T
[YEICUCIR Alloy Steel 4 Carbon Steel

B (mm) Shank 4
#43E n (min) 6400
SELRERE VF (mm/min) 235

IHIRE Cutting depth

Iap=0.1RE

ae=0.2RE

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

BS86 | CARBIDE END MILL §&3fi#%7] — S-EPB 2000



| EMB 2000 2 nssmmsn

2 Flutes Ball Nose Carbide End Mill

EfRELSE Model No

*N
w EHain®Echaintool cutting tools EﬂnB
Y s

Ball Nose

LF ‘

IRE

APMX

EMB2010
EMB2010D6
EMB2010E1D6
EMB2015
EMB2015D6
EMB2015E1D6
EMB2020
EMB2020D6
EMB2020E1D6
EMB2025
EMB2025D6
EMB2030
EMB2030D3
EMB2030D6
EMB2030E1D3
EMB2030E1D6
EMB2030HD3
EMB2032
EMB2035
EMB2035D6
EMB2035E1
EMB2035E1D6
EMB2040
EMB2040D6
EMB2040E1
EMB2040E1D6
EMB2040H
EMB2040HD6
EMB2042
EMB2049
EMB2050
EMB2050E1
EMB2050H

0.5

0.5

0.5
0.75
0.75
0.75

1.25
1.25
1.5
1.5
1.5
1.5
1.5
1.5
1.6
1.75
1.75
1.75
1.75

NN NN NDDN

21
2.45
2.5
25
2.5

1 2 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 3 75
3 6 6 75
3 6 3 100

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 98 6 50
5 10 6 50
5 10 6 75
5 10 6 100

X FEETHE - % Continued on next page.

EMB 2000 — CARBIDE END MILL §§§fif%0 | B87



EMB

[ 7~
wined €22 CHEIN i 027 =
| EMB 2000 &2 mssmen @ @@
ID
|

2 Flutes Ball Nose Carbide End Mill
CON

LF

TS "~ ~ °

IRE

EfRELSE Model No

APMX

@ EMB2050HD5 [ ) 25 5 10 5 100
EMB2056 [ 2.8 5.6 1.2 6 50
EMB2060 ([ ] 3 6 12 6 50
EMB2060E1 [ ] 3 6 12 6 75
EMB2060H [ ) 3 6 12 6 100
EMB2060M [ 3 6 12 6 150
EMB2065 ([ ] 3.25 6.5 13 8 60
EMB2069 [ ] 3.45 6.9 13.8 8 60
EMB2070 [ ] 3.5 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
EMB2090 ([ ] 4.5 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 24 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

BSS8 | CARBIDE END MILL §&3i#% ) — EMB 2000
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wcﬂain Echaintool cutting tools E M B

REREET]

Ball Nose

EMB 200031 ) i 22 8

The Cutting Data For EMB 2000 Series

WINTIME 3R 58
Material Stainless steel W&E

EE (mm) Shank 3 4 5 6 8 10 12 16 20

E83% n (min) 8400 | 6400 | 4300 | 4300 | 3200 | 2600 | 2200 | 1600 | 1300

SELREE VI (mm/min) 150 235 245 245 275 275 255 230 205

IDHUZRE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BAMEILIHIFRE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
RE : 7JAR R Edge Angle

EMB 2000 — CARBIDE END MILL §§§fif%0 | B89



EMB

() ® -
et €92 CHBUIT 5 147 =
Ball Nose
| EME 200012 mmmennee OEEOO0e
Long Neck Short Flute 2 Flutes Ball Nose Carbide End Mill

RE DN

= DC

High-step »40% i
molds APMX % LF
- ~ ~ 8
-
#7 Bevel %@ﬁﬁﬁzﬁ ¢

IHER | I7RE | RNEE

[ pcon

EMESR Model No

EMB2010L204 [} 0.5 1 0.8 4 0.95 4 50
EMB2010L206 [} 0.5 1 0.8 4 0.95 6 50
EMB2010L208 [ J 0.5 1 0.8 4 0.95 8 50
EMB2010L210 [ J 0.5 1 0.8 4 0.95 10 50
EMB2010L212 [} 0.5 1 0.8 4 0.95 12 50
EMB2015L204 [} 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 [ J 0.75 1.5 1.2 4 1.45 8 50
EMB2015L210 [} 0.75 1.5 1.2 4 1.45 10 50
EMB2015L212 [} 0.75 1.5 1.2 4 1.45 12 50
@ EMB2020L112D6 [ 1 2 1.6 6 1.94 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 [ 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 [ 1 2 1.6 4 1.94 16 75
EMB2030L208 [ J 1.5 3 24 4 2.85 8 50
EMB2030L210 [ 1.5 3 24 4 2.85 10 50
EMB2030L212 [} 1.5 3 24 4 2.85 12 50
EMB2030L214 [ 1.5 3 2.4 4 2.85 14 50
EMB2030L216 [ J 1.5 3 24 4 2.85 16 50
EMB2030L220 [ 1.5 3 24 4 2.85 20 50
EMB2040L212 2 4 3.2 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 3.2 4 3.8 25 50
EMB2060L220 3 6 4.8 6 5.9 20 50
EMB2060L235HD8 [ 3 6 12 8 5.9 35 100
EMB2060L240MD8 @ & 6 12 8 5.9 40 150
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REREET]

Ball Nose

EMB 2000L2 251 1) i§1 22 8

The Cutting Data For EMB 2000L2 Series

mnuln‘é T EE
Material @QREE! Stainless steel (Rl

B & (mm) Shank 4 6 8
#3& n (min) 6400 4300 3200
HEIREE VI (mm/min) 235 245 275

YR E Cutting depth

Ep:0.1RE

ae=0.2RE

ap : BEL)HEIRE Axial depth of cutting
ac : fREIIHURE Radial depth of cutting
RE : 7JAR R Edge Angle
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i €2 CHEIN 551172
V EMB 4000 s mamann (o T TR 3 T

RE

mj Tocon

APMX
LF ‘

HIERE NRE

ERELSR Model No

APMX
EMB4010 0.5 1 2 4 50
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 (] 2 4 8 4 100
EMB4045 [ ] 2.25 4.5 © 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 ® 10 20 40 20 100
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RERZET]

Ball Nose

EMB 400025 U] 1§12 %

The Cutting Data For EMB 4000 Series

WINTHE S5y
Material Steel Stalnless CICEIR Cast Iron

E1E (mm) Shank 4 6 8 10 12 16 20
#5& n (min) 6400 4300 3200 2600 2200 1600 1300
ELREE Vi (mm/min) 470 490 550 550 510 450 410

IHIRE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BAMEILIHIFRE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
RE : 7JAR R Edge Angle
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[ 7~
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| EWB 2000 sz 2 msssmss:n @ @

For Aluminum Ball Nose 2 Flutes Carbide End Mill

RE

DCf IDCON

APMX
LF ‘

ISR HNRE

E AR Model No

APMX
EWB2010 0.5 1 2 4 50
EWB2015 0.75 1.5 3 4 50
EWB2020 [ 1 2 4 4 50
EWB2030 [ J 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 12 24 12 75

EWB 20002 5] ) Hi 228

The Cutting Data For EWB 2000 Series

wWINTME o E2] i
Material Aluminum Copper Plastic

E1E (mm) Shank 4 6 8 10 12
E3& n (min) 6400 4300 3200 2600 2200
SEXSERE VI (mm/min) 235 245 275 275 255

IIHIRE Cutting depth

Iap=0.1 RE

ae=0.2RE

ap : BHELIHIEREE Axial depth of cutting
ae : fEEEEIFE Radial depth of cutting
RE : 7JAR R Edge Angle
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| EPB 2000 o N6 a2
2 Flutes Ball Nose Carbide End Mill

Ball Nose
RE

- Tocon

APMX
LF ‘

TIHIERE NRE RERERE

EfRELSE Model No

DC APMX DCON
EPB2010 [ 0.5 1 2 4 50
EPB2015 o 0.75 1.5 3 4 50
EPB2020 () 1 2 4 4 50
EPB2030 [ 1.5 3 6 4 50
EPB2030D3 () 1.5 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
EPB2060H () 3 6 12 6 100
@ EPB2070 [ 3.5 7 14 8 60
EPB2080 [ 4 8 16 8 60
@ EPB2080E1 o 4 8 16 8 75
EPB2100 () 5 10 20 10 75
EPB2100H [ 5 10 20 10 100
EPB2100M o 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 20002519112 8
The Cutting Data For EPB 2000 Series
oy
E& (mm) Shank 3 4 6 8 10 12 16 20
E33% n (min) 8400 6400 4300 3200 2600 2200 1600 1300
HEEEE Vf (mm/min) 150 235 245 275 275 255 230 205
HIFRE Cutting depth J lap=0re
ap : BHEEHIERE Axial depth of cutting ‘

ae : {EEITHIZHRE Radial depth of cutting

RE : 7JAR R Edge Angle ae=0.2RE
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| EPB 4000 A 4 TS @ @@
|

4 Flutes Ball Nose Carbide End Mill
RE
DC DCON

| APMX
- AP LF

-~
- p - °
New Speclfcatlon Amval

TIHIERE NRE RERERE

EfRELSE Model No
APMX DCON

EPB4020 o 1 2 4 4 50
EPB4030 1.5 3 6 4 50
EPB4040 [ ] 2 4 8 4 50
EPB4050 [ ] 2.5 5 10 6 50
S EPB4055 ° 2.75 55 11 6 50
EPB4060 [ ] 3 6 12 6 50
EPB4065 [ ] 3.25 6.5 13 8 60
EPB4070L1175 [ ] 3.5 7 17.5 8 60
EPB4080 [ ] 4 8 16 8 60
EPB4100 [ ] 5 10 20 10 75
EPB4120 [ ] 6 12 24 12 75
EPB4160 8 16 32 16 100
EPB4200 10 20 40 20 100
EPB 4000 2% t] i1 22 8
The Cutting Data For EPB 4000 Series
HMTHE G i 0
Material GQUOASICEY QoL SISIEE
E & (mm) Shank 4 6 8 10 12 16 20
#25& n (min) 6400 4300 3200 2600 2200 1600 1300
SELRERE VE (mm/min) 470 490 550 550 510 460 410

IR Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BAELHEIRE Axial depth of cutting
ae : fREIIHIRE Radial depth of cutting
RE : 7JAR R Edge Angle
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Q CHain Echaintool cutting tools EESET]
} EEB 2000 sz i OEGODSY

2 Flutes Ball Nose Carbide End Mill

Ball Nose
RE

DC DCON

APMX

LF

HIERE IRE

EmMESR Model No

APMX
EEB2020 1 2 4 4 50
EEB2030 1.5 3 6 4 50
EEB2040 2 4 8 4 50
EEB2050 ° 25 5 10 6 50
EEB2060 ° 3 6 12 6 50
EEB2080 ° 4 8 16 8 60
EEB2100 5 10 20 10 75
EEB2120 6 12 24 12 75

EEB 20002 %) #2288

The Cutting Data For EEB 2000 Series

wWNIvE gEs] T 4R
EISHEIR Alloy Steel 4 Carbon Steel

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

1DEIZRE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BHEIIHEIRE Axial depth of cutting
ae : fEELHIFEE Radial depth of cutting
RE : 7JfAR R Edge Angle
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[ /)
g €2 CHEUN 55172

RE

DCT IDCON

APMX ‘

LF

HIERE IRE

ERELSR Model No

DC APMX
DMB2030 [ ] 1.5 & 6 4 50
DMB2030D6 o 1.5 3 6 6 50
DMB2040 [ ] 2 4 8 4 50
DMB2045 [ 2.25 4.5 9 6 50
DMB2050 [ ] 25 5 10 6 50
DMB2060 [ ] 3 6 12 6 50
DMB2070 [ ] 3.5 7 14 8 60
DMB2080 [ 4 8 16 8 60
DMB2090 [ ] 45 9 18 10 75
DMB2100 [ J 10 20 10 75
DMB2120 [ ] 12 24 12 75
DMB 2000251912 8
The Cutting Data For DMB 2000 Series
WINTHE kil 3 i5 8
Material Stainless steel (LAl
E& (mm) Shank 4 6 8 10 12
#§i% n (min) 6400 4300 3200 2600 2200
EFRRE Vi (mm/min) 235 245 275 275 255

YR E Cutting depth
Ep=0.1 RE

ae=0.2RE

ap : BHELIHIEREE Axial depth of cutting
ae : fREIHIRE Radial depth of cutting
RE : 7J8R R Edge Angle
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@ CHain Echaintool cutting tools EESET]
Ball Nose
| DWB 2000L2 smsmsm2 nssmmsn @ @

For Aluminum Long Neck Ball Nose 2 Flutes Carbide End Mill

RE DN

DC Zté DCON
SERE
High-step APMX— LU
molds LF

I/ Bevel

fEARE| RERR

EMESER Model No

DWB2010L204
DWB2010L206
DWB2010L208

DWB 2000L2 251 t) i1 22 8

The Cutting Data For DWB 2000L2 Series

Material Aluminum Copper Plastic

E1& (mm) Shank 4
33 n (min) 10500
EEEE VF (mm/min) 1260

MR Cutting depth

Iap=0.1RE

ae=0.2RE
ap : BHELIHIEREE Axial depth of cutting

ae : fEEEEIFE Radial depth of cutting
RE : 7JAR R Edge Angle
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HERLT] @Cﬂain® HEUH DA
I DPB 2000 @2 nsmmesn

2 Flutes Ball Nose Carbide End Mill

(30
RE

orc]
DCTM IDCON
-

LF

IR NRE BER
ERESE Model No

APMX DCON

DPB2060 ° 3 6 12 6 50

DPB2060H ° 3 6 12 6 100

DPB2100H ° 5 10 20 10 100
DPB 2000251 {51 22 8

The Cutting Data For DPB 2000 Series

wWNIvE GeEs] T 4R
YEISHEIR Alloy Steel 4 Carbon Steel

EH#& (mm) Shank 6 10
B3 n (min) 4300 2600
HEHRRE VI (mm/min) 245 275

YR E Cutting depth
Ep=0.1 RE

ae=0.2RE

ap : BHELIHIEREE Axial depth of cutting
ae : fREIHIIRE Radial depth of cutting
RE : 7J8R R Edge Angle
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PA-DPB series

WL 1. sesmsmss

Parabolic Arc Machining Carbide End Mill

EMWHIAME - SMWE - SEE TH4IEEHRCSS° ~60°

Brand New Titanium material high wear resistance, high toughness cutting machinable obtain
to HRC55°~60°.

EORMEMIHE - Sz RUESHE - EMANIRNT - BRI ITHE
KEMTHEER 7JEMIE®  B&MIMKE -
Imported Five-axis machine for grinding carbide arc ball tools, 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.

RE « fIARWER REROMNTREF S  ®eaFANDR - BRESESS SRS
MIthEREFHRE - BESP  HBEMT -
It is the best tool for molds, aerospace turbine blades and impeller on Five-axis

machining, it also has excellence performance in aluminum alloy and high temperature alloy based on
different geometric blades design, and suitable for medium and high precision machining.

e 2ol SO A
T Y)EACRER T 2 i
Double the cutting depth,
doubling the processing efficiency.
SAANA |
b
SIIRIRAYREE IR Parabolic Milling
g atimtg, N TEEAEBUEM
to have processing area
increased effectively!!!
IRhEAERA30 25
RE1 Helix angle 30° design.
N
mIomaEEx "
AT A IR T 7
The range of machining planing is larger, RE2
can efficiently rocess larger depth of cut.
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PA-DPB

[ /)
sl €2 CHEUN 55172

Barrel Tungsten

| PA-DPB sussanmmTsssasssn @ @@
Parabolic Arc Machining Carbide End Mill
RE1 RE2
DC ]}CON
APMX ‘
LF
1
P

IHERE | 7RE | RNER | fERR

ERESE Model No

DC APMX
PA-DPB4060L1140R45 [ J 1 45 6 14 6 50
PA-DPB4060L1205R100 [ J 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
wWINTHE GEx] fix 4R
[YECUE R 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

W AREEHI N TEESEELLER

Comparison of the machining area range of parabolic milling

( "\.‘ ) 4 N\

\. J . J
NI BIpREEEEAR
TIETIMATRIEMINT SIHIBIBRROEEE =R
The range of machining planing is larger, The range of machining planing is limited.

can efficiently process larger depth of cut.
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EPU4000%5!

260" R & 4 J]$HHMiwm kT

260° El7E:g5
260° Round Head Design

PHRERER - 2HEOEM - MES - A
Special titanium coating and new imported bar, the
product has high shock resistance and can resist
edge breakage.

B8R E ERET] ¥ @
Processing on ko laad Carbon Steel

$RNEA35 AT - 260 EEERA - EMASERK
NI RE

Helix angle 35° design, 260° round head design,
suitable for various, special processing and molding.

HFBtERRETIEE - BEBNES - 717)FEER -
BRRATIRSS - BIAKRENR

Smoother chips evacuation design, high chip removal
efficiency and cutting edge wear low, effectively
improve tool life, smooth surface of chamfer.
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EPU

() ® -
u'l:ﬂain R H DA
Inner Radins
EPU 4000L1 20 #sr 4 msssssesn CO) ™
' 260° Inner Radius 4 Flutes Carbide End Mill " @ @@

R

260'|DC I IDCON

APMX 774& ‘

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 5V Hi 22

The Cutting Data For EPU 4000 Series
wWINTHE EEEEx fix 88
[VETGUETR Alloy Steel 4 Carbon Steel

JJAR RAngle 1 15 2 25 3 4 5 6 8

E33% n (min) 12700 | 8500 | 6400 | 5100 | 4300 | 3200 | 2600 | 2200 | 1600

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

YR E Cutting depth

ae=0.2RE

ap=0.1RE

ap : BHELIHIEREE Axial depth of cutting
ac : EEIIHIFRE Radial depth of cutting
RE : 7J8R R Edge Angle
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@ EHain®Echaintool cutting tools
I DMR 2000R00 s 2 7ssmssin @ @@

2 Flutes Corner Radius Carbide End Mill
RE,

A\

DC DCON

Coner Radius

IRE

EfRELSE Model No

APMX

DMR2010R02 [ 0.2 1 25 4 50
DMR2010R02E1D6 [ ] 0.2 1 25 6 75
DMR2015R02 [ ] 0.2 125 3.75 4 50
DMR2015R02E1D6 [ ] 0.2 1.5 3.75 6 75
DMR2020R02 ([ ] 0.2 5 4 50
DMR2020R05 [ ] 0.5 2 5 4 50
DMR2020R05E1D6 [ ] 0.5 2 5 6 75
DMR2025R02 [ ] 0.2 25 6.25 4 50
DMR2030R02 ([ ] 0.2 3 7.5 4 50
DMR2030R02E1 [ 0.2 3 7.5 4 75
DMR2030R05 [ ] 0.5 3 7.5 4 50
DMR2030R05E1 [ 0.5 3 7.5 4 75
DMR2030R10 ([ ] 1 3 7.5 4 50
DMR2030R10D6 [ ] 1 3 7.5 6 50
DMR2030R10E1 [ ] 1 3 7.5 4 75
DMR2040R02 [ 0.2 4 10 4 50
DMR2040R02E1 [ 0.2 4 10 4 75
DMR2040R02H [ 0.2 4 10 4 100
DMR2040R05 ([ ] 0.5 4 10 4 50
DMR2040R05E1 [ 0.5 4 10 4 75
DMR2040R05H [ 0.5 4 10 4 100
DMR2040R10 [ 1 4 10 4 50
DMR2040R10E1 [ ] 1 4 10 4 75
DMR2040R10H [ 1 4 10 4 100
DMR2040R15D6 [ 1.5 4 10 6 50
DMR2060R02 [ 0.2 6 15 6 50
DMR2060R02E1 [ ] 0.2 6 15 6 75
DMR2060R02H [ 0.2 6 15 6 100
DMR2060R05 [ 0.5 6 15 6 50
DMR2060R05E1 [ 0.5 6 15 6 75
DMR2060R05H [ ] 0.5 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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DMR &2 CHBI =94 7a
# DMR 2000R00 577 QDO

DC DCON

HNRE
EfRELSE Model No
APMX

DMR2060R10H [ ) 1 6 15 6 100
DMR2060R20 [ ] 2 6 15 6 50
DMR2080R05 [ ] 0.5 8 20 8 60
DMR2080R05E1 o 0.5 8 20 8 75
DMR2080R05H [ ) 0.5 8 20 8 100
DMR2080R10 [ ] 1 8 20 8 60
DMR2080R10E1 o 1 8 20 8 75
DMR2080R10H [ ] 1 8 20 8 100
DMR2100R05 [ ) 0.5 10 25 10 75
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 75
DMR2120R05H [ ] 0.5 12 30 12 100
DMR2120R10 [ ] 1 12 30 12 75
DMR2120R10H o 1 12 30 12 100

DMR 2000R00 251 6] i1 22 8

The Cutting Data For DMR 2000R00 Series

WNTHE TR
Material @SIEE] Stainless steel (eEE ()
E1& (mm) Shank 4 6 8 10 12
H@3E n (min) 6400 4300 3200 2600 2200
SERREE VF (mm/min) 260 280 285 270 270
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@ CHain®Echaintool cutting tools DI'R
I DMR 2000R00L2 s=zes 2 nsmsn @ @@

Long Neck 2 Flutes Corner Radius Carbide End Mill
RE\

DCT [ocon
|

Coner Radius

APMX——— LU
LF

ﬁﬁ?ff%ﬁiﬁrﬂi N~ ~ =

New Specification Arrival

ISR

ERESE Model No

DMR2020R02L208 [ ] 0.2 2 5 4 8 50
DMR2030R02L207 0.2 3 3 4 7.5 50
DMR2030R05L207 0.5 8 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 |
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# DMR 4000R00 =i mssesr OORGOIO

RE

\
D(I DCON
APMX
LF
@®Z7Em " O~~~ =7
T HIER NNRE
APMX
DMR4010R02 [ ] 0.2 1 25 4 50
DMR4010R02L103 [ ] 0.2 1 3 4 50
DMR4015R02 [ ] 0.2 15 3.75 4 50
DMR4015R02L104 [ ] 0.2 15 4 4 50
DMR4015R05 [ ] 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
DMR4020R05L106 [ ] 0.5 2 6 4 50
DMR4025R02 [ ] 0.2 25 6.25 4 50
DMR4030R02 [ ] 0.2 3 7.5 4 50
DMR4030R02L106 [ ] 0.2 3 6 4 50
DMR4030R02L108 [ ] 0.2 3 8 4 50
DMR4030R02E1 [ ] 0.2 3 7.5 4 75
DMR4030R05 [ ) 0.5 3 7.5 4 50
DMR4030R05L108 [ ] 0.5 3 8 4 50
@ DMR4030R05L112D6 [ ] 0.5 3 12 6 50
DMR4030R05D3 [ ] 0.5 3 7.5 3 50
DMR4030R05E1 0.5 3 7.5 4 75
DMR4030R05E1D6 [ ] 0.5 3 7.5 6 75
DMR4030R10 [ ] 1 3 7.5 4 50
@ DMR4030R10L112D6 [ ] 1 3 12 6 50
DMR4030R10D6 [ ] 1 3 7.5 6 50
DMR4030R10E1 1 3 7.5 4 75
DMR4040R02 [ ] 0.2 4 10 4 50
DMR4040R02E1 [ ] 0.2 4 10 4 75
DMR4040R02H [ ] 0.2 4 10 4 100
DMR4040R05 [ ] 0.5 4 10 4 50
@ DMR4040R05D6 [ ] 0.5 4 10 6 50
DMR4040R05E1 [ ] 0.5 4 10 4 75
DMR4040R05E1D6 [ ] 0.5 4 10 6 75
DMR4040R05H [ ] 0.5 4 10 4 100
DMR4040R10 [ ] 1 4 10 4 50

X B TFE- % Continued on next page.
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Q EHain Echaintool cutting tools

! DMR 4000R00 7esee OLROODS
4 Flutes Corner Radius Carbide End Mill

RE

Coner Radius

\
D(I DCON
APMX
LF
@®Z7Em " O~~~ =7
T HIER NNRE
APMX
DMR4040R10E1 [ ] 1 4 10 4 s
DMR4040R10H [ ] 1 4 10 4 100
DMR4040R15 [ ] 15 4 10 4 50
DMR4050R05 [ ] 0.5 5 12.5 6 50
DMR4050R10 1 5 12.5 6 50
DMR4060R02 [ ] 0.2 6 15 6 50
DMR4060R02E1 [ ] 0.2 6 15 6 75
DMR4060R02H [ ] 0.2 6 15 6 100
@ DMR4060R03 0.3 6 15 6 50
DMR4060R05 [ ] 0.5 6 15 6 50
DMR4060R05E1 [ ] 0.5 6 15 6 75
DMR4060R05L110E1 [ ] 0.5 6 10 6 75
DMR4060R05H [ ] 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 [ ] 1.5 6 15 6 50
DMR4060R20 [ ] 2 6 15 6 50
DMR4070R05 [ ] 0.5 7 175 8 60
DMR4080R02 [ ] 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
@ DMR4080R10L124 [ ] 1 8 24 8 60
DMR4080R10E1 [ ] 1 8 20 8 75
DMR4080R10H [ ] 1 8 20 8 100
DMR4080R15 [ ] 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

X FEETHE - % Continued on next page.
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DMR {’}cﬁain%

| DMR 4000R00 s 4 mssissen

4 Flutes Corner Radius Carbide End Mill

RE

o

APMX

A\

EYHDE

©

DCON

@O0®

- i
ﬁ’]’fﬁf’immm Arrival “ ™~ ~ = =
5558 Model No PIMIEE NNRE R EE
DC APMX DCON
DMR4100R10 [ ) 1 10 25 10 75
DMR4100R10H [ ) 1 10 25 10 100
DMR4100R15 [ ] 1.5 10 25 10 75
DMR4100R20 [ ) 2 10 25 10 75
@ DMR4100R25 [ ) 25 10 25 10 73
DMR4100R30 [ ] 3 10 25 10 75
@ DMR4100R35 [ ] 35 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 [ ) 1.5 12 30 12 75
DMR4120R20 [ ) 2 12 30 12 73
DMR4120R20H [ ) 2 12 30 12 100
DMR4120R25 [ ] 2.5 12 30 12 75
DMR4160R10 [ 1 16 48 16 100
DMR 4000R00 R 51t i 22 8
The Cutting Data For DMR 4000R00 Series
WINTHE k]
Material @SIEE] Stainless steel (eEE A1)

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

HF3E n (min) 6300 6400 4300 3200 2600 2200 1600

SERGERE VF (mm/min) 520 520 560 570 540 540 400

B110 | CARBIDE END MILL §&3fii$%/) —DMR 4000R00




BAEE
% 4 y] 7~ v \_g'/el Acc?racy

4 Flutes S

; AR AEIERENS (o)
Corner Radius AEBEEE | GRE N %@4’ ,?e& %

International %5
tolerance Q@,’Q{: %
standard h5 (g @'@, }@ 3
tolerance o % Q&‘ Q&

Z

range control /’7,0,
at p level

IR0 A \ LA
Helix angle 30° design. 4 By reducing cutting
resistance to achieve high

| DPR 4000R00 &= nsmssn

4 Flutes Corner Radius Carbide End Mill

DC IDCON

APMX LF ‘

fyikaREt TIRERERTITIR

Special design for EFRME Material fi5&fl Carbon Steel

protecting end mill tip. ) — - - - ~
f/fﬁli;ﬁ%ﬁi AT N =~

THIER NRE

EmELEE Model No

APMX
DPR4010R02 0.2 1 25 4 50
DPR4015R02 [ 0.2 1.5 3.75 4 50
DPR4020R02 0.2 2 5 4 50
DPR4020R03 0.3 2 5 4 50
DPR4020R05 0.5 2 5 4 50
DPR4030R02 0.2 3 7.5 4 50
DPR4030R03D3 0.3 3 7.5 3 50
DPR4030R05 0.5 3 7.5 4 50
DPR4030R10 1 3 7.5 4 50
DPR4040R02 0.2 4 10 4 50
DPR4040R05 0.5 4 10 4 50
DPR4040R10 1 4 10 4 50
DPR4040R15 1.5 4 10 4 50
DPR4080R02 @ 0.2 8 20 8 60

N ﬁ < = =
DPR A000R00RAUMER w1

The Cutting Data For DPR 4000R00 Series

B & (mm) Shank 3 4 8
B55&E n (min) 6300 6400 3200
SERREE V(mm/min) 520 520 570

DPR 4000R00— CARBIDE END MILL §&§®i#$%70 |
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Coner Radius

GPR {’}cﬁain%

EYHDE

1| GPR 6000R00 s nasmmsmmsmmsn

6 Flutes Rounded Land High Precision Seismic Performance Carbide End Mill

@O0

RE,
N\
DCI IDCON
APMX
LF
-~ “ . T a=r
NNRE
EREYE Model No
APMX
GPR6060R02 0.2 6 15 6 50
GPR6060R05 0.5 6 15 6 50
GPR6060R10 1 6 15 6 50
GPR6080R05 0.5 8 20 8 60
GPR6080R10 [ 1 8 20 8 60
GPR6100R05 0.5 10 25 10 75
GPR6100R10 [ 1 10 25 10 75
GPR6120R05 0.5 12 30 12 75
GPR6120R10 1 12 30 12 75
GPR6160R05 [ J 0.5 16 48 16 100
GPR6160R10 1 16 48 16 100
GPR6160R20 2 16 48 16 100
GPR6200R05 0.5 20 50 20 100
GPR6200R10 1 20 50 20 100
GPR6200R20 [ 2 20 50 20 100
GPR 6000R00 2% Y] 1] 22 8
The Cutting Data For GPR 6000R00 Series
wWINIME e ik R
[YETSUE R Alloy Steel 4 Carbon Steel
E1E (mm) Shank 6 8 10 12 16 20
#5& n (min) 4250 3200 2550 2200 1600 1300
SEFERE VE (mm/min) 510 580 610 660 580 580
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@ EHain®Echaintool cutting tools
| PH-FMR 4000R00 #=asirzeissrms 4 NEmssmams) @ @@

Unequal Division & Unequal Helix Angle Without Rounded Land 4 Flutes Corner Radius Carbide End Mil

Coner Radius

RE_A1" A2°
B1°
DCI DCON
B2° APMX
LF
-~ -~

FEHE B1°#B2° FZHihE A1°£A2° fﬁﬁ . ~ - -~ =
Unequal Division Unequal Spiral New Specification Amval

HHIER IRE
EmMESR Model No

DC APMX

@ PH-FMR4040R02L112 [ ] 0.2 4 12 4 50
PH-FMR4040R05 [ ] 0.5 4 10 4 50
PH-FMR4040R10 [} 1 4 10 4 50
PH-FMR4040R10D6 [ J 1 4 10 6 50
PH-FMR4050R05 [ ] 0.5 5 12,5 6 50
PH-FMR4060R02L118 [ J 0.2 6 18 6 50
PH-FMR4060R05 [ ] 0.5 6 15 6 50
PH-FMR4060R10 [ J 1 6 15 6 50
PH-FMR4080R02L124 [ ] 0.2 8 24 8 60
PH-FMR4080R05 [ J 0.5 8 20 8 60
PH-FMR4080R10 [ ] 8 20 8 60
PH-FMR4080R30 [ J 3 8 20 8 60

@ PH-FMR4100R02L130 [ ] 0.2 10 30 10 75
PH-FMR4100R05 [ ] 0.5 10 25 10 75
PH-FMR4100R05L 130 [ ] 0.5 10 30 10 75
PH-FMR4100R05H [ J 0.5 10 25 10 100
PH-FMR4100R08 [ ] 0.8 10 25 10 75
PH-FMR4100R10 [ ] 1 10 25 10 75

@ PH-FMR4120R02L 136 [ ] 0.2 12 36 12 75
PH-FMR4120R05 [ J 0.5 12 30 12 75
PH-FMR4120R08L136 [ ] 0.8 12 36 12 75
PH-FMR4120R10 [ ] 12 30 12 75
PH-FMR4120R30 [ ] 3 12 30 12 75
PH-FMR4160R05 () 0.5 16 48 16 100

PH-FMR 4000R00 251 U] i1 2 8
The Cutting Data For PH-FMR 4000R00 Series
mnﬁﬂ%t?rﬁ Stalnless steel Ca%t%on
B & (mm) Shank 4 6 8 10 12 16
B85 n (min) 6400 4300 3200 2600 2200 1600
SEXSERE VF (mm/min) 520 560 570 540 540 400
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PHFPR &2 CHBI =94 7a
| PH-FPR 4000R00 F=aair=mistms + nEmsmms @ %@

Unequal Division & Unequal Helix Angle Without Rounded Land 4 Flutes Corner Radius Carbide End Mil

B1° ° o
R§1 A2
B2° D(i \ TDCON
APMX o
LF
( ~ -
TEHE B1°#B2° TE@HE A1 A2 ]! :?ﬁﬁ ~ - -
Unequal Division  Unequal Spiral New Specification Amval

IHIERE NRE

ERESR Model No

DC APMX
PH-FPR4020R02 [ ] 0.2 2 5 4 50
PH-FPR4020R05 [ ] 0.5 2 5 4 50
PH-FPR4030R02 [ 0.2 3 7.5 4 50
PH-FPR4030R10D6 [ J 1 3 7.5 6 50
PH-FPR4040R05 [ ] 0.5 4 10 4 50
PH-FPR4040R10 [ ] 1 4 10 4 50
@ PH-FPR4040R15D6 [ 1.5 4 10 6 50
PH-FPR4050R05 0.5 5 12.5 6 50
PH-FPR4060R05 [ ] 0.5 6 15 6 50
PH-FPR4060R10 [ ] 1 6 15 6 50
@ PH-FPR4060R10L 106 [ 1 6 6 6 50
@ PH-FPR4060R10E1 1 6 15 6 75
PH-FPR4060R15 [ ] 1.5 6 15 6 50
PH-FPR4080R05 [ ] 0.5 8 20 8 60
PH-FPR4080R05E1 [ 0.5 8 20 8 75
PH-FPR4080R10 [ J 1 8 20 8 60
PH-FPR4080R10E1 [ ] 1 8 20 8 75
@ PH-FPR4080R10H 1 8 20 8 100
PH-FPR4080R15 [ 1.5 8 20 8 60
PH-FPR4080R20 [ J 2 8 20 8 60
PH-FPR4100R05 [ ] 0.5 10 25 10 75
PH-FPR4100R05L 130 [ ] 0.5 10 30 10 75
PH-FPR4100R05H [ 0.5 10 25 10 100
@ PH-FPR4100R10L110D [ J 1 10 10 10 60
PH-FPR4100R10 [ ] 1 10 25 10 75
PH-FPR4100R10L130 [ ] 1 10 30 10 75
PH-FPR4100R10L130H 1 10 30 10 100
PH-FPR4100R10H 1 10 25 10 100
PH-FPR4100R10L130M 1 10 30 10 150
PH-FPR4100R15 [ ] 1.5 10 25 10 75
PH-FPR4100R20 [ 2 10 25 10 75
PH-FPR4100R20L 130 [ J 2 10 30 10 75
@ PH-FPR4120R03 @ 0.3 12 30 12 75

% FEETH - % Continued on next page.
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@ CHain®Echaintool cutting tools
| PH-FPR 4000R00 Fzasrsmimsres 4+ DERsmEm5e7 @ @@

Unequal Division & Unequal Helix Angle Without Rounded Land 4 Flutes Corner Radius Carbide End Mil

Coner Radius

B1° o o
R A1 A2
B2° Dcl \\ IDCON
APMX
LF
o ot Aol - -~ -
T8 B1°£B2° TZHRfE A1°#A2 %}5}5@ i ~ - ~
Unequal Division  Unequal Spiral New Specification Arrival
HIHIEE NNRE
ERESE Model No
DC APMX
PH-FPR4120R05 [ ] 0.5 12 30 12 75
PH-FPR4120R10 [ ] 1 12 30 12 75
PH-FPR4120R10H [ ] 1 12 30 12 100
PH-FPR4120R10M 1 12 30 12 150
PH-FPR4120R20 [ ] 2 12 30 12 75
PH-FPR4120R30L136 (] 3 12 36 12 75

PH-FPR 4000R00 2 %] ) Hi 228

The Cutting Data For PH-FPR 4000R00 Series

wWNIME 210 it W
Material GQUOASICEY QLIS G

E1E (mm) Shank 4 6 8 10 12
E85% n (min) 6400 4300 3200 2600 2200
SESSEE VE (mm/min) 520 560 570 540 540
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FER A
PHFER &2 CHBIM = 9475
| PH-FER 4000R00 #ssurssmissms s nmmsmsisin OO0

Unequal Division & Unequal Helix Angle Without Rounded Land 4 Flutes Corner Radius Carbide End Mil

o RE, A2°
B1 \e1°
DCI \\ I:)CON
. APMX
B2 LF ‘
1
. ot ppe - -~ - ™
TEHE| B1°£B2 TEI2HE A1°£A2 N - ~
Unequal Division Unequal Spiral

HIERE IRE

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 [ 1 6 15 6 50
PH-FER4060R15 [ ] 1.5 6 15 6 50
PH-FER4080R05 [ ] 0.5 8 20 8 60
PH-FER4080R10 1 8 20 8 60
PH-FER4080R15 [ 1.5 8 20 8 60
PH-FER4080R20 [ ] 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 1.5 10 25 10 73
PH-FER4100R20 2 10 25 10 75
PH-FER4120R05 0.5 12 30 12 75
PH-FER4120R10 1 12 30 12 75
PH-FER4120R30 3 12 30 12 73

PH-FER 4000R00 2 5 V) Hi 22

The Cutting Data For PH-FER 4000R00 Series

wWNTHE ] Tk
Material GQUOASICEY QLIS ESE)

B (mm) Shank 4 6 8 10 12
&5 n (min) 6400 4300 3200 2600 2200
SEHEEE VF (mm/min) 520 560 570 540 540
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@ CHain®Echaintool cutting tools P:Effc
| PH-FPC 4000C00 Fssarsmuskms 4 7C sisms @ @@

Uneual Division Unequal Helix Angle Non Round Land 4 Flutes C Corner Carbide End Mill

Coner Radius

B1® A1° A2
B2° C
DCI)\\ IDCON
APMX
LF
|
FEHB B £B2 R A1 EA2 (7 Aa b
Unequal Division Unequal Spiral New Specification Arrival
HIHIE®R HRE
EfRELSE Model No
APMX
PH-FPC4030C01L108 [} 0.1 3 8 4 50
PH-FPC4040C015 [ J 0.15 4 10 4 50
PH-FPC4060C02 [ J 0.2 6 15 6 50
PH-FPC4080C02 [} 0.2 8 20 8 60
PH-FPC4080C02E1 [} 0.2 8 20 8 75
PH-FPC4100C02 [ J 0.2 10 25 10 75
PH-FPC4100C03 [ J 0.3 10 25 10 75
PH-FPC4100C03L130 0.3 10 30 10 75
PH-FPC4100C03L136 [} 0.3 10 36 10 75
PH-FPC4120C035 [ J 0.35 12 30 12 75
PH-FPC4160C05 [ J 0.5 16 48 16 100
PH-FPC4160C50 [ J 5 16 48 16 100

PH-FPC 4000C00 251 ) i 22 8

The Cutting Data For PH-FPC 4000C00 Series

wMIME S2 i ik 8
[VEICUCIR Alloy Steel 4 Carbon Steel

EH#& (mm) Shank 4 6 8 10 12 16
B3 n (min) 6400 4300 3200 2600 2200 1600
EFRRE VI (mm/min) 520 560 570 540 540 400
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SUH-FMR 5000R00L1-DINZ%I

FZF1REE Unequal Helix Angle
A1°£A2°
A2°

— DN

SpecificationjfordEtiropelMarket;

[ 528 I 3 A 0 U AN SR

Round Land Unequal Division Unequal Helix Corner Radius

ey

FEIEHE o AEAD SMIRSET) o .
ough and Fine High Feed Carbide End Mil \

B5°
BRME FZ4)8] Unequal Division B3°
Applicable for \CIETETD ainless Steel Cast Iron B1°#£B2°£B3°£B4°£B5°

B4°

HEASHRESET] - SE%R ) EEERET High feed rough vs fine special tooth design

ﬁzﬁ”‘ﬂﬂlﬂﬁﬁ&@ﬂﬂﬁ?@;&ﬁ BIE TR ERt Can reduce processing resistance and increase chip breaking efficiency.
Lateral Stabilized Plane Anti-vibration design.

RATENDE - FHREE35°/38 15T BAREENTRAER M

oRETTREREH] - MASBIER - RAVBNE « EERBANIIR

FEamEst UFNRSEENIRSREY  xEnIRasvan  BERasE -
Featuring an unequal flute spacing and unequal helix design 35°/38°, this tool enhances high-speed
machining stability and chip resistance. It supports high-feed milling with an enlarged chip pocket design
for improved chip evacuation, making it suitable for deeper cuts.The unequal spacing design also

improves anti-vibration performance during high feed machining, resulting in better surface finish
compared to conventional roughing end mills and reducing machine load.

With one dnve flat for d1=6 and 20mm HEpRLns
Special design for

RY (EXmm
ds bs e ™ It I
+0.05| 0 +2
hs 0 1 hs 0

6 4.2 18 5.1 36
8 5.5 18 6.9 36

7 20 8.5 40
12 8 225 | 104 45

8 225 | 127 45
16 10 24 14.2 48
18 10 24 16.2 48
20 " 25 18.2 50

AREESTTIR

protecting end mill tip

[N R B N R ST
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SUH-FMR
DIN

@ CHain®Echaintool cutting tools
H-FMR ROOL1-DIN CO)(2s

Round Land Unequal Division Unequal Helix High Feed 5 Flutes Corner Radius Carbide End Mill

B1 RE . A2°
DC \ IDCON

Bg7

Coner Radius

APMX | J
LF
B1°+£B2° :/:BS":/:B4 +B5° R ZHRhEA1°£A2°
Unequal Division Unequal Splral - -
@) /¥/f‘= - -~ Al ~

New Arrlval

BE [CUIERARE RERR

EREISE Model No

SUH-FMR5100R05L140H-DIN 0.5 10 40 10 9.7 47 100
SUH-FMR5120R05L148H-DIN 0.5 12 48 12 1.6 55 100
SUH-FMR5160R05L164K-DIN 0.5 16 64 16 15.5 73 125
SUH-FMR5200R05L180M-DIN 0.5 20 80 20 19.5 91 150

SUH-FMR5060R05L124D-DIN [ 0.5 6 24 6 5.8 29 60
SUH-FMR5080R05L132E1-DIN 0.5 8 32 8 7.7 38 75

SUH-FMR 5000RO0L1-DIN 2 %1 4] i1 22 8

The Cutting Data For SUH-FMR 5000R00L1-DIN Series

WINTHME 5 %
Material Steel Stamless CICEIR Cast Iron

B & (mm) Shank 6 8 10 12 16 20
#§5% n (min) 4300 3200 2600 2200 1600 1300
SEHSEEE VF (mm/min) 560 570 560 540 520 520
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SUH-FYR 4000R00Z7%!

BliEgAEFDE| 1 FiRhe

Round Land Unequal Division Unequal Helix

A& Unequal Division

PS)E s B1°#£B2°
ns = B1° <
Rt ~
Special design \ %
pecial design for /VEWAR“\\‘

SREERTITIR

protecting end mill tip

TZi21E Unequal Helix Angle
A1°£A2°

A2°
A1°

SHIM = ELS 1 mEsmmzsn

For Hard Materials High Feed

4 Flutes Corner Radius Carbide End Mill
~ - °

A § ~

WFHTIEIE Special Coating for 45 RESESK - EAIRELITEIM « FRASEM
EFTEE « WERE - FEFSLHESE
ARBEMIREYRRE

Special titanium coating, suitable for difficult to cut materials and aerospace parts.
Improved high temperature resistance and wear resistance, the surface is not
easy to stick to metal. Excellent performance in trochoidal machining.

BERTETHE - TFIR1E35°/38 et AANRSEM TR -
METEELTH - MABEER - EAEBRE « seE IR AR
FEHIRFTARBEAMTIRENEN - wEnITREENENRT  FERLEEH -
Featuring an unequal flute spacing and unequal helix design 35°/38°, this tool enhances high-speed
machining stability and chip resistance. It supports high-feed milling with an enlarged chip pocket

design for improved chip evacuation, making it suitable for deeper cuts.

The unequal spacing design also improves anti-vibration performance during high-feed machining,
resulting in better surface finish compared to conventional roughing end mills and reducing machine load.
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Q CHain Echaintool cutting tools
| SUH-FYR 4000R00 mar=sersgimmsimmts 4 NEmsmE650 @ @@

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

Coner Radius

B1S g2*
APMX ‘
|
FEHEBI B2 FZMRE A1"¢A2° ¢ “ e T =T
Unequal Division Unequal Spiral New Snecnrcanon Amval
=2 miee Model No THER DIRE
DC APMX

SUH-FYR4030R05 (] 0.5 3 7.5 4 50
SUH-FYR4040R05 [ ] 0.5 4 10 4 50
SUH-FYR4040R10 1 4 10 4 50
SUH-FYR4060R05 [ ] 0.5 6 15 6 50
SUH-FYR4060R10 1 6 15 6 50
SUH-FYR4060R15 1.5 6 15 6 50
SUH-FYR4080R05 [ ] 0.5 8 20 8 60
SUH-FYR4080R10 1 8 20 8 60
SUH-FYR4080R05E1 0.5 8 20 8 75
SUH-FYR4080R10E1 1 8 20 8 75
SUH-FYR4080R15 1.5 8 20 8 60
SUH-FYR4080R20 2 8 20 8 60
SUH-FYR4100R05 (] 0.5 10 25 10 75
SUH-FYR4100R05H 0.5 10 25 10 100
SUH-FYR4100R10 1 10 25 10 75
SUH-FYR4100R15 1.5 10 25 10 75
SUH-FYR4100R20 2 10 25 10 75
SUH-FYR4120R05 [ ] 0.5 12 30 12 75
SUH-FYR4120R10 ([ ] 1 12 30 12 75
SUH-FYR4160R05 [ ] 0.5 16 48 16 100
SUH-FYR4200R05 [ 0.5 20 50 20 100
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Coner Radius

SURFYR (v}cﬁain® #a A

SUH-FYR 4000R002 % ) i 228

The Cutting Data For SUH-FYR 4000R00 Series

#NTHE PR

Material QLLEL ]

E& (mm) Shank 4 6 8 10 12 16 20
$2& n (min) 3900 2600 2000 1600 1300 1000 800
HEFRERE Vi (mm/min) 310 210 160 190 150 160 130
WINTAE
Material QUULEINC)Y

E1E (mm) Shank 4 6 8 10 12 16 20
$45& n (min) 1900 1300 1000 800 650 500 400
HELRRE VI (mm/min) 150 100 80 90 80 80 65

B122 | CARBIDE END MILL $E3i#5%7] — SUH-FYR 4000R00




® AMC
@ CHain Echaintool cutting tools &7
| CC-AMC venmnssn OGO
V-Type Chamfer Cutter

Chamfer

DCON

Q
++
|

Lv LF

HHIERE

ERESE Model No

CC-AMC4040L207DD6 [ ] 4 1.9 6 24 7 60 4
CC-AMC4060L207D ([ ] 6 2.8 6 3 60 4
CC-AMC4080L209 [ ] 8 3.8 8 4 60 4
CC-AMC4080L220 [ ] 8 3.8 8 4 20 60 4
CC-AMC6080L209 [ ] 8 3.8 8 4 9 60 6
CC-AMC6100L211 [ ] 10 4.8 10 5 1 75 6
CC-AMC6120L213 o 12 5.8 12 6 13 75 6
CC-AMCRFI I 24

The Cutting Data For CC-AMC Series

?ﬁ?]uIME T4 EE)
Material @SIELE] Stainless steel Rl

H1& (mm) Shank 6 8 10 12
@R n (min) 3700 2800 2200 1900
HIGERE Vi (mm/min) 400 500 650 650
ELES =] fmEE RIEViE HEEA
Chamfer Of Rounding Hole Chamfering Side Chamfering  Side V Groove Processing Back Chamfering
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AMC

@e7) @EHBiIf WmEEUE DR
| CR-AMC vzmrmsnn @

V-Type Chamfer Cutter

DN

bc DCON
APMX
A#’L'-U LF ‘

HIER REER
ERESE Model No
DCON

CR-AMC4060L206D 6 1.8 6 27 6 60
CR-AMC6080L208 [ J 8 24 8 3.6 8 60 6
CR-AMC6100L210 [ 10 3.1 10 4.5 10 75 6
CR-AMCG6120L212 [ 12 3.7 12 5.4 12 75 6

CR-AMCZ )i

The Cutting Data For CR-AMC Series

?ﬁ?]uIME T4 EE)
Material @SIELE] Stainless steel Rl

H1& (mm) Shank 6 8 10 12
@R n (min) 3700 2800 2200 1900
SERRSEE VE (mm/min) 400 500 650 650
ELES =] fmEE RIEViE HEEA
Chamfer Of Rounding Hole Chamfering Side Chamfering  Side V Groove Processing Back Chamfering
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@ CHain®Echaintool cutting tools D@Mﬂc
} DT-DMC 2000 2 sszs oo LT T 130 )

Chamfer
2 Flutes Positioning Drill

60° B —
v IJCON

INRE
EfRELSE Model No

APMX
DT-DMC2030 [ ] 3 10 3 50
DT-DMC2040 [ 4 12 4 50
DT-DMC2050 [} 5 20 5 50
DT-DMC2060 [ J 6 20 6 50
DT-DMC2080 [ ] 8 25 8 60
DT-DMC2100 [ 10 25 10 75
DT-DMC2120 12 30 12 75
DT-DMC2160 16 35 16 100
DT-DMC2200 20 40 20 100

DT-DMC 2000251 )i 22 8

The Cutting Data For DT-DMC 2000 Series
WINIHME T4 EE)
Material @SIELE] Stainless steel (Rl

E1E (mm) Shank 3 4 5 6 8 10 12 16 20

E83% n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100

SEHERE VF (mm/min) 300 220 180 150 120 90 80 60 45

ELES =] EfNT
Chamfer Of Rounding Hole Chamfering Positioning processing

DT-DMC 2000 —CARBIDE END MILL $§iffiisk0 | B125



DMC

[ /)
perd €22 CHBUI 5947 5
| Ructeggsl.}g\% D%I()()() 2 AR @ @@

90"

v DC DCON
| APMX

LF

HHEIER NNRE
EfRELSE Model No
DC APMX

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

DC-DMC 2000251 1) 51 22 85

The Cutting Data For DC-DMC 2000 Series

15wjllallfttﬁ Staixegsiﬂteel Caﬁi §Frion

E1E (mm) Shank 3 4 5 6 8 10 12 16 20
% n (min) 7400 5500 4400 3700 2800 2300 1900 1400 1100

SEAGERE VF (mm/min) 300 220 180 150 120 90 80 60 45

ELES =] EfNT
Chamfer Of Rounding Hole Chamfering Positioning processing

B126 | CARBIDE END MILL §&§fii$%7) —DC-DMC 2000



o C
@ EHain Echaintool cutting tools D@Mﬂ
} DR-DMC 2000 2 sz oo LT T 130 )
2 Flutes Positioning Drill

Chamfer

| APMX ‘
LF

IHIER HNRE
EfRELSE Model No

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

DR-DMC 2000251 ) i 22 %

The Cutting Data For DR-DMC 2000 Series
BWNTHE T8
Material @SIEE] Stainless steel (R[]

EfE (mm) Shank 3 4 5 6 8 10 12 16 20

#@5%E n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100

SEFRERE VF (mm/min) 300 220 180 150 120 90 80 60 45

S RE =] =] EfNT
Chamfer Of Rounding Hole Chamfering Positioning processing

DR-DMC 2000—CARBIDE END MILL $§iffisigt 0 | B127



DWC

@e7) @EHBiIf WmEEUE DR
| DC-DWC 2000 2 nssaztasn @ @

2 Flutes Positioning Drill

90"
‘V DCI IDCON

APMX

LF ‘

ISR HNRE
EfRELSE Model No
APMX
DC-DWC2030 3 10 3 50
DC-DWC2040 [ ] 4 12 4 50
DC-DWC2050 5 20 5! 50
DC-DWC2060 [ J 6 20 6 50
DC-DWC2080 [ ] 8 25 8 60
DC-DWC2100 [ ] 10 25 10 75
DC-DWC2160 [ 16 35 16 100
DC-DWC 2000251 b 51228
The Cutting Data For DC-DWC 2000 Series
Material Aluminum Copper Plastic
BH7E (mm) Shank 3 4 5 6 8 10 16
E85% n (min) 7400 5500 4400 3700 2800 2300 1400
SELRERE VE (mm/min) 300 220 180 150 120 90 60

ELES =] EfNT
Chamfer Of Rounding Hole Chamfering Positioning processing
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@ CHain®Echaintool cutting tools DWC

B

Chamfer

I DR-DWC 20002 sszen (v T 8 T30

2 Flutes Positioning Drill

DC IDCON

APMX ‘

LF

ISR HNRE
EfRELSE Model No
APMX
DR-DWC2030 3 10 3 50
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 35 16 100
DR-DWC 20002 %1t ] 22
The Cutting Data For DR-DWC 2000 Series
Material Aluminum Copper Plastic
BH7E (mm) Shank 3 4 5 6 8 10 16
E85% n (min) 7400 5500 4400 3700 2800 2300 1400
SELRERE VE (mm/min) 300 220 180 150 120 90 60

ELES =] EfNT
Chamfer Of Rounding Hole Chamfering Positioning processing

DR-DWC 2000—CARBIDE END MILL §giffizigt0 | B129



D]

[ /)
g €22 CHBII 947 5
I DC-DPC 2000 2msmzt @ @@

2 Flutes Positioning Drill

90"

\Q/ DC DCON
TAPMX I

LF

IHIER HNRE
EfRELSE Model No

APMX
DC-DPC2030 [ ] 3 10 3 50
DC-DPC2040 [ ] 4 12 4 50
DC-DPC2040E1 4 12 4 75
DC-DPC2050 [ J 5 20 5 50
DC-DPC2060 [ ] 6 20 6 50
DC-DPC2080 [ ] 8 25 8 60
DC-DPC2100 [ 10 25 10 75
DC-DPC2120 [ J 12 30 12 75
DC-DPC2160 [ ] 16 35 16 100
DC-DPC2200 20 40 20 100

DC-DPC 2000251 ) i1 22 %

The Cutting Data For DC-DPC 2000 Series
WINTHE EEEEx ik 80
[VEISYEIR Alloy Steel 4 Carbon Steel

BfE (mm) Shank 3 4 5 6 8 10 12 16 20

23 n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100

LA Vi (mm/min) 300 220 180 150 120 90 80 60 45

ELES =] EfNT
Chamfer Of Rounding Hole Chamfering Positioning processing

B13(0 | CARBIDE END MILL §&§ii$%/) —DC-DPC 2000



@ CHain®Echaintool cutting tools D@MﬂM
' DC-DMM 2000 2nztmssms @ @@

Chamfer
2 Flutes Positioning Side Milling Carbide Drill

90°
‘V DT IDCON

APMX o ‘
1
- = 7N
)
HHIER INRE
EfREYSE Model No
APMX
S DC-DMM2040 ° 4 8 4 50
DC-DMM2060 ° 6 12 6 50
DC-DMM2080 8 16 8 60
DC-DMM2100 ° 10 20 10 75
DC-DMM2120 ° 12 2 12 75
DC-DMM2160 16 32 16 100
DC-DMM2200 20 40 20 100

DC-DMM 2000241 b il 2= %

The Cutting Data For DC-DMM 2000 Series

?ﬁ?]uIME T4 EE)
Material @SIELE] Stainless steel (Rl

EE (mm) Shank 4 6 8 10 12 16 20
E33® n (min) 5500 3700 2800 2300 1900 1400 1100
SEASERE VF (mm/min) 220 150 120 90 80 60 45
EFLEE /=] EfNT Il
Chamfer Of Rounding Hole Chamfering Positioning processing Incline Side Milling

DC-DMM 2000 —CARBIDE END MILL §§iffisgt 0 | B131



DﬁI.J!I,JM @ CHSIUI =9y 7=
1| DR-DMM 2000 29n=tassmss @ @@

2 Flutes Positioning Side Milling Carbide Drill

DC IDCON
. APMX
LF

HIER NNRE
EfREYSE Model No
APMX
DR-DMM2060 6 12 6 50
DR-DMM2080 8 16 8 60
DR-DMM2100 10 20 10 75
DR-DMM2120 [ ] 12 24 12 75
DR-DMM2160 16 32 16 100
DR-DMM2200 20 40 20 100

DR-DMM 2000251 t) 51 22 %

The Cutting Data For DR-DMM 2000 Series

?ﬁ?]uIME T4 EE)
Material @SIELE] Stainless steel (Rl

EE (mm) Shank 6 8 10 12 16 20
#5&E n (min) 3700 2800 2300 1900 1400 1100
SESSERE VF (mm/min) 150 120 90 80 60 45
EFLES /=] EfNT Rl
Chamfer Of Rounding Hole Chamfering Positioning processing Incline Side Milling

B132 | CARBIDE END MILL §&3fii$%/) — DR-DMM 2000



1RREA0

Helix angle 0°

DCC-AMC-DIN series

kol (2] /1 )

Chamfering Carbide End Mill

R0

Included angle.

YRR I’ - eumEn®l .
The best tool for precise chamfering and hole chamfering. optimize chip remova\ P
P

/\'? N
N/

EfES  #EIT
Chamfer Of Chamfer
Rounding Hole

REBAR FIEEASAITINGE » 12N S B
RABEWALTERTEHEITIELE - IERTHEEERRE
AITFEEENREDINRERE - FTNEMIEHER - RELENISE
Produced with german WALTER five-axis machine, the dimension is accurate and stable, using ultra-fine particle cemented
carbide AITIN coating increases tool wearability, the fixed surface for reducing vibration-DIN design extend tool processing life

and improve processing quality.
[HRC|
SORGOS

I DCC-AMC-DIN smssn

Carbide Chamfering End Mill
90"
:; DC

e —APMX F |

R

Internal
Chamfer

HIHIER

ERELSE Model No

DCC-AMC4040 4 2 4 50 4
DCC-AMC4060-DIN [ ] 6 3 6 50 4
DCC-AMC4080-DIN [ ] 8 4 8 60 4
DCC-AMC6100-DIN [ ] 10 5 10 75 6
DCC-AMC6120-DIN o 12 6 12 75 6

DCC-AMC-DIN R 51| ) i 22 85

The Cutting Data For DCC-AMC-DIN Series

mamg T 4818
Material @S Stainless steel (ORIl

E1& (mm) Shank 4 6 8 10 12
$43& n (min) 5500 3700 2800 2300 1900
SEFAERE VF (mm/min) 660 740 560 690 570
ELES =] AEIE
Chamfer Of Rounding Hole Chamfering Internal Chamfer

DCC-AMC-DIN —CARBIDE END MILL §8§fi#s%0 |
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90° Angle Reinforced/Special Protection Design

2 FIUte Carblde Bh’i“” j :'J'.r] ” g _UI']“ Reduces cutting stress and effectively lowers wear!

90" 3% £ 52 B 4 P N i e T R A SR BT DGHEYIMGR20 00 e
IR ~ BFIEERE —

, SPE IV
Q A

90" JemsL wHRERi &) e

90° Angle Reinforced x

Special Protection Design N 'VEWAR?‘\\‘Y\!‘)
RIEA12°585T - IEERTHRERRE - NCitREREMNE - FLEIAE - BIS78 - o
RABANFIEESSATINGRE, BN EMEREY - ERIEMISS - RETEMISESE -
Adopts a 12° helix angle design for precise and stable grinding dimensions, NC milling machine
specialized positioning drill, hole chamfering, and chamfering tools, utilizes ultra-fine particle carbide

with an AITiN coating, enhancing tool wear resistance, extending tool life, and improving machining quality.

i
<55 500

| DCH-YMC 2000 o semiszst 2 nsmpmesin @ Q

90° Angle Reinfoced 2 Blade Carbide Chamfering Drill

\9@00/ DCI IDCON

APMX
LF

IIHIER

EREYE Model No

DCH-YMC2030 3 9 3 50
DCH-YMC2040 4 10 4 50
DCH-YMC2050 5 12 5 50
DCH-YMC2060 6 13 6 50
DCH-YMC2080 ([ ] 8 23 8 60
DCH-YMC2100 10 24 10 75
DCH-YMC2120 12 28 12 75
DCH-YMC2160 16 32 16 100
DCH-YMC2200 20 35 20 100

- 2 = < = o
DCH-YMC 2000 &5 U) 51228 wmTre o T

The Cutting Data For DCH-YMC 2000 Series Material

Ef& (mm) Shank 3 4 5 6 8 10 12 16 20

#85% n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100

EIGRE VF (mm/min) 300 220 180 150 120 90 80 60 45

S RE ] =] EfnT
Chamfer Of Rounding Hole Chamfering Positioning processing

|

B134 | CARBIDE END MILL §&8@ii§%7) —DCH-YMC 2000




@ CHai n ®Echaintoo| cutting tools DC@M;EEPC
| DCM-EPC 3000 < =i 3 nmmsn @ @@

Chamfer
90° Position Drilling Chamfering 3 Flutes Carbide End Mill

140° OeN
\Q/ DC 90° IDCON
APMX LF |
I

muEE | LEle | wnRE

EREYE Model No

DC DCN APMX
DCM-EPC3030 3 0.6 1.3 3 38
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 3000 2% 4512 8

The Cutting Data For DCM-EPC 3000 Series

wHNIHE ] % 0
Material GQUOASICEY QLS IESEE

B (mm) Shank 8 4 6 8 10 12
#85% n (min) 7400 5500 3700 2800 2300 1900
SEASERE VF (mm/min) 450 330 225 180 135 120
ELES =] )] V BUBAIE AEE
Chamfer Of Rounding Hole Chamfering Back Chamfering V Type Slotced Internal Chamfer

DCM-EPC 3000—CARBIDE END MILL §&iffiisc) | B135



Shank Bevel Wiﬁ.lﬁ

AMIFR20005%71

2 1 55 il PRI 77

2 Flutes External RiGhamferingiGarbide EncuMill

REAZHEOEM - MITHEEHRCSS BT » RAFEGHE
T #ERE - MEMYF - MITHE&IR BEIEEHRERN S

Using the latest import carbide rod, It can process on hardness up to
HRC 55°, R angle precision grinding, accurate processing, the best tool
for machining the outer edge of the workpiece with R arc chamfering.

@ i N u%n“'
=i @ e

B136



o AMI
@ EHain Echaintool cutting tools

SFREIFT

Outer Radius

| AMI 2000 2msssmstr mmmstn @ @
2 Flutes External R Chamfering Carbide End Mill
RE DN
N
DC:t: DCON

LF

New Specification Arrival

_ <N
W R L N
-

ERESE Model No

AMI2015RE0050 [ ] 0.5 1.5 5 4 27 50
AMI2015RE0075 [ J 0.75 1.5 5 4 3.2 50
AMI2015RE0100 [ ] 1 1.5 8 4 3.7 50
AMI2015RE0100D6 [ ] 1 1.5 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
AMI2020RE0500D12 [ ] 5 2 - 12 - 75
AMI2030RE0150D6 [ ] 1.5 3 - 6 - 50
AMI2030RE0500D16 [ J 5 3 15 16 13.2 100
AMI2030RE0500E1D16 [ ] 5! 3 15 16 13.2 75
AMI2030RE0600D16 [ ] 6 3 15 16 15.2 100
AMI2030RE0125D6 [ ] 1.25 3 9.5 6 - 50
AMI2040RE0100D6 [ J 1 4 - 6 - 50
AMI 2000251 ) FiI 224
The Cutting Data For AMI 2000 Series
WNTHE N FE
Material @SIEE] Stainless steel (Rl
JJIABR RAngle 0.5 |0.75 1 125 | 1.5 |1.75 2 2.5 8 4 5 6
E&5E n (min) 7800 {6350 |4700 |4000 {3100 2800 {2600 (2200 {1900 {1500 {1300 |1100

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

B R EIE
Rounding Hole Outside SFREIA
R Chamfering Otuer R Chamfering

AMI 2000—CARBIDE END MILL $§iffiigs) | B137



AMT

®
a7 @Eﬂain =i DA
T-Slot
T MMt ] CQ ';‘RC Slx{)
' éllo\t/g;[r;ide End Mill : @ @

D

APMX ‘
1

p=4

LU LF

R AR5 L i -

New Specification Arrival

IHIERE | TRE | AHER

ERELSERE Model No

AMTB08OCWO10 8 1 8 | 54 | 5 | 60 | 8
AMTB080CWO15 8 | 15 | 8 | 54 | 55 | 60 | 8
AMT8080CWO020 8 B 8 | 54| 6 | 60 | 8
AMT10120CW010 12 | 1 | 12 | 81| 8 | 75 | 10

@  AvT10120cW012 o | 12 |12 | 12| 81| 82| | 10
AMT10120CW015 o | 12 |15 | 12 | 81|85 | 75 | 10
AMT10120CW020 12 | 2 | 12 [ 81| o | 75 [ 10

AMTRFIY)HI2 8

The Cutting Data For AMT Series

?EIJHIME T4 FE]
Material @SSP Stainless steel (EEEHI)!

B 1% (mm) Shank 8 12
E83% n (min) 1600 1060
HERRRE VF (mm/min) 380 320
T BUilgE
T Type Solt

B138 | CARBIDE END MILL $85i#3%7]— AMT



T R EE R SRR T oo

IEH%DHI%)% Specialized Machining for Circular Groove Slotting
SEE - BRG]

Integrated slotting end mill.
High-precision, High-efficiency slotting end mill.

>
b /WEWAR"*\\‘T‘ !

—EEXEEESRT AMT series
| AMT T zmEssmssss) @ e @

T-Slot Corner Redius Carbide End Mill
E

\ DN

i ]}CON
e v LF | 7 L R

New Arrival

-~

IHIER | IDRE | AMER
ERESE Model No

APMX | DCON

AMT4040CWO006R03D6 0.3 4 0.6 6 2 4.1 50 4
AMT4040CW010R05D6 0.5 4 1 6 2 4.5 50 4
AMT4040CW020R10D6 1 4 2 6 2 5.5 50 4
AMT4050CWO006R03 0.3 5 0.6 6 2.2 4.1 50 4
AMT4050CW010R05 0.5 5 1 6 22 4.5 50 4
AMT4050CW020R10 1 5 2 6 22 5.5 50 4
AMT4060CWO006R03 0.3 6 0.6 6 2.7 4.6 50 4
AMT4060CW010R05 0.5 6 1 6 27 5 50 4
AMT4060CW020R10 1 6 2 6 27 6 50 4
AMT8080CWO006R03 0.3 8 0.6 8 3.6 5.6 60 8
AMT8080CWO010R05 0.5 8 1 8 3.6 6 60 8
AMT8080CW020R10 1 8 2 8 3.6 7 60 8
AMT8100CWO006R03 0.3 10 0.6 10 4.5 6.6 75 8
AMT8100CW010R05 0.5 10 1 10 4.5 7 75 8
AMT8100CW020R10 ([ ] 1 10 2 10 4.5 8 75 8
AMT8100CWO030R15 1.5 10 3 10 4.5 9 75 8
AMT8100CW040R20 2 10 4 10 4.5 10 75 8
AMT10120CWO006R03 0.3 12 0.6 12 5.5 6.6 75 10
AMT10120CWO010R05 0.5 12 1 12 85 7 75 10
AMT10120CW020R10 1 12 2 12 55 8 75 10
AMT10120CWO030R15 1.5 12 3 12 5.5 9 75 10
AMT10120CW040R20 2 12 4 12 5.5 10 75 10

AMT 251 V) 5123 8 mulﬂﬁ T84
eel ast lron

The Cutting Data For AMT Series ~ Material Stainless steel

R T B4 A R Bl
& (mm) Shank 6 8 10 12 R Corner T Type Solt Internal R Slotced
#5& n (min) 2100 1600 1300 1060
EEEE Vf (mm/min) 250 380 310 320

AMT — CARBIDE END MILL §&3@iis%0 |
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B140

AWHR%

AR 5 PEE
CARBIDE Hexagonal Punch

=R tIHIE k7 AHEEY
High Speed Cutting to Form Hexagonal Groove Shapes
SRS ~ BERE « EFRBEMEESHFERLNRHBTHEME « 1181%F
ZEMIAE  RARAREEEMNT -

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. ldeal for large-scale production processing.

| AWH »ezumsmem @

Hexagonal Tungsten Carbide Punch

!
—‘ —IDCB DCON
|

APMX

LF J

NE
EMELEE Model No Tolerance

+0.02
AWH6015L1025 [ ] 1.5 2.5 8 28 1.54
AWH6020L1030 [ ] 2 8 28 2.04
AWH6025L1040 [ ] 2.5 8 28 2.55
AWH6030L1045 [ ] 3 4.5 8 28 3.07
AWH6040L1060 [ ] 4 6 8 28 4.07
AWH6050L1060 [ ] 5 6 8 28 5.09
AWHG6060L 1060 [ ] 6 6 8 28 6.09

| CARBIDE END MILL §&3fii8%7) — AWH




@ CHain®Echaintool cutting tools E{jﬂggug
I EI80-AWA 1000L1 o0 sssmisse (vio)

Engraving
180°Engraving Carbide End Mill

DCI iDCON
APMX ‘
}‘—4 LF

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

E180-AWA 1000L1 &%) H1228

The Cutting Data For E180-AWA 1000L1 Series

[VEICUE R Alloy Steel A Carbon Steel A Steel MESENEIITECMA Cast Iron Aluminum Copper

BE1& (mm) Shank 3 4 5 6 8 10 12
#5& n (min) 4250 3200 2550 2150 1600 1300 1100
SERGERE VF (mm/min) 85 70 50 45 35 30 25

E180-AWA 1000L1—CARBIDE END MILL $§iffiist 0 | Bl41



30" s5E S HHRER v

30" Tungsten Steel Fine Engraving End

RELSEHI R4S AR AT T B
RIHETTHR - #EHNT

Mold processing engraving, milling and
specialn chamfering, can do medium and
finishing processing.

REHIIRE

Special flute length design

E030-AWC 1000L1 251

Material SAFEIEE] Carbon Steel Steel Cast Iron Aluminum Copper

1 E030-AWC 1000L1 o smmmssss DHAO®

30° Engraving Chamfer End Mill

pc=+ DCON

LF

THIER
EfRELSE Model No
DC
E030-AWC10012L105BD3 0.12 5 3 40
E030-AWC10012L106B [ ] 0.12 6 4 40
E030-AWC10012L108BD5 0.12 8 5 40
E030-AWC10012L109D6 L] 0.12 9 6 50
E030-AWC10016L105-38D6 ® 0.16 5 6 38

E030-AWC 1000L1 251 t) i1 22 8

The Cutting Data For E030-AWC 1000L1 Series

[VEYE R Alloy Steel A Carbon Steel A Steel MESENEIITECMA Cast Iron Aluminum Copper

EEZISAHI
B (mm) Shank 3 4 5 6 Carving Milling
#3E n (min) 4250 3200 2550 2150
ELREE Vi (mm/min) 85 70 50 45

B142 | CARBIDE END MILL §&§@ii$%70) — E030-AWC 1000L1



. o GMA
Q CHain Echaintool cutting tools #E7)
| GMA 2000 se=sn: nsmis oo Ll Tl s)

For Aluminum Alloy 2 Flutes Carbide End Mill

Aluminum

DC

DCON

NNRE
EfmELS% Model No
APMX
GMA2060 [ ] 6 18 6 50
GMA2080 [ ] 8 24 8 60
GMA2100 [ J 10 30 10 75
GMA 200025tz
The Cutting Data For GMA 2000 Series
WNIHME #EAE kil
Material Aluminum Copper
B (mm) Shank 6 8 10
#& n (min) 10500 8000 6400
35 | mmsoted | 580 450 720
I&E
SE | iz sice 920 700 1150

YR E Cutting depth
BA#E Slotted {832 Side

aps0.5DC

[PE—

DC

ap : BREILIHIRRE Axial depth of cutting
ae : fEEIEHIFRE Radial depth of cutting
DC : 7] Diameter of cutting

GMA 2000—CARBIDE END MILL g88@i%s%0 | B143



GMA

[ )
il €°2 CHEINT =475
| GMA 3000 =as5ms nsmms @ @

For Aluminum Alloy 3 Flutes Carbide End Mill

D%[ DCON

0, #4275 L 777 RN =

New Specification Arrival

HNRE

EfRELSE Model No

APMX
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 6 50
GMA3025 [ ] 25 75 4 50
GMA3030 ([ ] 3 e 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
@ GMA3080L135E1 [ ] 8 35 8 75
GMA3080H [ ] 8 24 8 100
GMA3080M [ ] 8 24 8 150
GMA3100 [ ] 10 30 10 75
GMA3100L145H [ ] 10 45 10 100
GMA3100M [ 10 30 10 150
GMA3120 ([ ] 12 36 12 75
GMA3120L150H [ ] 12 50 12 100
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
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$EFT7]

Aluminum

GMA 3000251 U522 8

The Cutting Data For GMA 3000 Series

Material Aluminum Co|

pper

E& (mm) Shank 4 6 8 10 12 16 20
#5% n (min) 15500 10500 8000 6400 5400 3900 3200

g% BAtE Slotted 800 900 1000 1100 950 950 900
3% {832 Side 1200 1400 1600 1700 1500 1500 1300

IHIRE Cutting depth
BH4E Slotted {832 Side

ap<0.5DC

DC

ap : BAEILIHIFRE Axial depth of cutting
ac : fREIHIRE Radial depth of cutting
DC : 7J4® Diameter of cutting

GMA 3000—CARBIDE END MILL g88@i%s%0 | B145



HMA

[ )
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| HMA 2000 sassm2nssmssn @

For Aluminum Alloy 2 Flutes Carbide End Mill

APMX ‘

LF

HHIER HNRE
EfRELSE Model No
DC APMX

HMA2010 [ ] 1 3 4 50
HMA2015 [ 1.5 4.5 4 50
HMA2020 [ 2 6 4 50
HMA2025 [ ] 25 7.5 4 50
HMA2030 [ ] 3 < 4 50
HMAZ2030E1 [ 3 9 4 75
HMA2030H [ 3 9 4 100
HMA2040 [ ] 4 12 4 50
HMA2040E1 [ ] 4 12 4 75
HMA2040H [ 4 12 4 100
HMA2050 [ ] 5 15 6 50
HMA2050E1 [ ] 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 24 8 75
HMA2080H [ ] 8 24 8 100
HMA2080M [ ] 8 24 8 150
HMA2090 9 27 10 75
HMA2095 [ 9.5 28.5 10 75
HMA2100 [ ] 10 30 10 75
HMA2100H [ ] 10 30 10 100
HMA2100M [ 10 30 10 150
HMA2110 1 33 12 75
HMA2120 [ ] 12 36 12 75
HMA2120H [ ] 12 36 12 100
HMA2120M [ 12 36 12 150
HMA2160 [ 16 48 16 100
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$EFT]

Aluminum

HMA 2000231 )i 22 %

The Cutting Data For HMA 2000 Series

Material Aluminum Copper

H1% (mm) Shank 4 6 8 10 12 16
& n (min) 15500 10500 8000 6400 5400 3900
’g\\g BA#E Slotted 800 900 1000 1100 950 950
3% fali& Side 1200 1400 1600 1700 1500 1500

1IBIZRE Cutting depth
B4E Slotted {32 Side
ap=0.5DC

—

DC

ap : BAELHEIRE Axial depth of cutting
ae : fEEIIHIFE Radial depth of cutting
DC : 7] Diameter of cutting

HMA 2000 —CARBIDE END MILL §&ifimst0 | B147
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[ )
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| HMA 3000 =sssmsnemssn @

For Aluminum Alloy 3 Flutes Carbide End Mill

D{ DCON

HNRE

ERELSR Model No

APMX

HMA3010 [ ] 1 3 4 50

HMA3015 [ ] 1.5 4.5 4 50

HMA3020 [ J 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 33 12 75

HMA3120 [ ] 12 36 12 75

HMA3160 [ J 16 48 16 100

HMA3200 [ ] 20 50 20 100

HMA3200L160 [ J 20 60 20 100

HMA 3000251t i1 22 8
The Cutting Data For HMA 3000 Series
WINIHE P £
Material Aluminum Copper
Ef& (mm) Shank 4 6 8 10 12 16 20
#&E n (min) 15500 10500 8000 6400 5400 3900 3200

EE- RAE Slotted 800 900 1000 1100 950 950 900
Ep-
3§f {8i& Side 1200 1400 1600 1700 1500 1500 1300

HEIRE Cutting depth
BH4E Slotted {832 Side

aps0.5DC
: BAEHIRE Axial depth of cutting
: RELDHIZRE Radial depth of cutting
: 7J4% Diameter of cutting

—

DC
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@ CHain®Echaintool cutting tools LUZ.GWA

SR

Aluminum

I LU2-GWA 3000 saszmsnms2smessssnmsmm @ @

For Aluminum Alloy 3 Flutes Rounded Land Double Edge Turning And Milling Center Carbide End Mill

HNRE
EfRELSE Model No
APMX
LU2-GWA3080D6 ([ ] 8 8 6 40
LU2-GWA3100D6 [ 10 10 6 40
LU2-GWA3120D10 o 12 12 10 40

LU2-GWA 3000251 v 228

The Cutting Data For LU2-GWA 3000 Series

Material Aluminum Copper

B (mm) Shank 6 10
3 n (min) 10500 6400
= § B9#E Slotted 900 1100
5
2B i sice 1400 1700

YR E Cutting depth
BA#E Slotted 32 Side

aps0.5DC

DC

ap : BREIEIHIRRE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

LU2-GWA 3000—CARBIDE END MILL §§iffizss0 | B149
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[ )
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| MU2-GMA 3000 =eswm3nEs 2 wpsmss @ @

For Aluminum Alloy 3 Flutes Rounded Land Double Edge Carbide End Mill

o] Tooon
APMX
LF

ﬁ%ﬁiﬁﬁrﬁi NN

New Specification Arrival

e st IS RS
DCON

MU2-GMA3040 () 4 12 4 50
MU2-GMA3040D6 ® 4 12 6 50
MU2-GMA3045L.114 ® 4.5 14 6 50
MU2-GMA3050 [ 5 15 6 50
MU2-GMA3060 () 6 18 6 50
MU2-GMA3080 ® 8 24 8 60
MU2-GMA3080E1 () 8 24 8 75
MU2-GMA3080H [ 8 24 8 100
MU2-GMA3080M ® 8 24 8 150
MU2-GMA3090L124 ) 9 24 10 75

@ MU2-GMA3095L.124 ® 9.5 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-GMA30120L145H [ 12 50 12 100
MU2-GMA3120L150H ® 12 45 12 100
MU2-GMA3120L155H ® 12 55 12 100
MU2-GMA3120M 12 36 12 150
MU2-GMA3160 ® 16 48 16 100
MU2-GMA3200 ® 20 50 20 100

MU2-GMA 300025 UJHI28  wmrre
The Cutting Data For MU2-GMA 3000 Series Material AT Copper
E& (mm) Shank 4 6 8 10 12 16 20
#85% n (min) 15500 10500 8000 6400 5400 3900 3200

gg RS4# Slotted 800 900 1000 1100 950 950 900
X
§;§f {2 Side 1200 1400 1600 1700 1500 1500 1300
EBIERE Cutting depth B Slotted {Al3# Side

aps0.5DC
ap : BAEIEIEIREE Axial depth of cutting
ae : fREILIHIZRE Radial depth of cutting
DC : 7J4€ Diameter of cutting

DC
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@ CHain®Echaintool cutting tools
| MU2-HMA 3000 saswmsnmE:s2smsmws) @ @

For Aluminum Alloy 3 Flutes Rounded Land Double Edge Carbide End Mill

APMX
LF

(KT ™~

New Specification Arrival

IR HNRE

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 ([ ] 16 48 16 100
@ MU2-HMA3160L 155 o 16 55 16 100

MU2-HMA 30002 51t 522 8

The Cutting Data For MU2-HMA 3000 Series

Material Aluminum Copper

EH1E (mm) Shank 4 6 8 10 12 16
#5% n (min) 15500 10500 8000 6400 5400 3900
g;ﬁ Bi# Slotted 800 900 1000 1100 950 950
\%% & Side 1200 1400 1600 1700 1500 1500

YR E Cutting depth
BA#E Slotted 32 Side

aps0.5DC

—
DC

ap : BREIEIHIRRE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

MU2-HMA 3000 — CARBIDE END MILL §§§fissx0 |
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$EFT]

Aluminum
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MUS-JNA

[ /)
il €°2 CHBUNT =947

Aluminum

R HEA50°5]E
50° Helix angle design.

MU3-JMA 3000 series ©® 3 BEFSERAT 3 Relief Flutes Design
o 3 Bt JITTER 3 BEKBE 2%

The cutting edge with features
triple-relief grinding.

N ML
I 2 i e it RIS - BERFHMIRE -
Fully polishjed round gullet design.

3 Flutes Round Gullet Design

Enhances cutting performance and provides a
better surface finish.
BRSIMTEE AL - EEERE - BB

IIE#5 - $E = A0 TSR an o

Effectively reduces heat generation during machining,

enabling stable chip breaking, smooth chip evacuation, © RLIEH[A 0.D Radial Relief Angle
and longer tool life. EJEEEy= ef Ang

© ZFHERZ M 1mproved Chip Evacugtion
HHRUBEBERE - FIREStn IREER
BR RS IHEEROER -
The special U-shaped round gullet design enhances

chip evactation during plunge milling and effectively
reduces burr for mation at the work piece edge.

[ ﬂgéﬁ%*”‘l& Cutting Edge Sharpness

GMA /HMARZIIT7171A
HSLFREE - (EHEEE S - —
REEZEORINEIBE - & i
BRIFRERE -

The GMA or HMA series feature
polished and ground cutting
edges to ensure smoother chip
evacuation, reduce friction and
cutting temperature, and achieve
excellent surface finish.

[ J ﬂﬂq@ﬁ'ﬁ Improved Wear Resistance

400
MU3ZR5IMIT717]
¥RF 3 BRpRARAT -
o L
£ %0 M EER]
e & M -
3 B 2001 The MU3-JMA series
a Ve adopts a triple relief
(m/mic) edge design to enhance |
100+ sharpness and improve | -
cutting performance. ‘
L | | | | |
! 10 20 30 40 50
FEFEE Amout of wear (0.1mm) BFRY Time (min)
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MUS-JNA

®
@ CHain Echaintool cutting tools @m7)

Aluminum

® Eﬁﬁ%ﬁu Application Example
B7ERA 3 BEpERE - B DHIRERA - EXIEIMT - thiRAF LM 5 M -

Each cutting edge features a triple relief angle design, with enhancing edge strength during cutting.
This design also improves machining reliability by reducing material adhesion, especially in wet machining applications.

88 F Aluminum Alloy i Copper

000EVINr-ENIN
000EVINr-ENIN
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JJEARFE Shank : @10.0 0L {4 Workpiece : 6061 T)ELfE7Z Shank : @6.0 JII {4 Workpiece : &£ #f

BIEH  V:300 Ap:15.0 YIBIER - V180 Ap6.0 Alloy Copper
c C(jt_?ting S:9554 Ae:0.2mm c %‘.’g“"g S:9554  Ae:1~6.0mm
onditions F2866 onditions F2292
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® 1J1HI45 5 Machining Result —e— FEFER Amout of Wear

#% 52 B4 ECHAINTOOL Brand fit K& Other Brands

;%‘ 50 QE; 50

8 40 & 40

§ 30 § 30

=20 g 20

= 10 = 10

2 2
(um) 0 60 80 100 120 140 (um) 0 60 80 100 120 140
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I MU3-JMA 3000 ez mmss s @

For Aluminum Alloy 3 Flutes Rounded Land Triple Edge Carbide End Mill

D{ DCON

50

IR HNRE

EmMESR Model No

DC APMX

MU3-JMA3040 [ ] 4 12 4 50
MU3-JMA3050 o 5 15 6 50
MU3-JMA3050D5 ([ ] 5 15 5 50
MU3-JMA3060 [ ] 6 18 6 50
MU3-JMA3060E1 [ ] 6 18 6 75
MU3-JMA3080 o 8 24 8 60
MU3-JMA3080E1 ([ ] 8 24 8 75
MU3-JMA3100 [ ] 10 30 10 75
MU3-JMA3100H [ ] 10 30 10 100
MU3-JMA3120 o 12 36 12 75
MU3-JMA3160 ([ ] 16 48 16 100
@ MU3-JMA3160L155 [ ] 16 55 16 100
MU3-JMA3160L170M [ ] 16 70 16 150
MU3-JMA3160L180M o 16 80 16 150
MU3-JMA3200 ([ ] 20 50 20 100
MU3-JMA3200L1110R [ ] 20 110 20 200
MU3-JMA3200L160R o 20 60 20 200

MUS3-JMA 3000251 ) i 228

The Cutting Data For MU3-JMA 3000 Series

Material Aluminum Copper

EH{® (mm) Shank 4 5} 6 8 10 12 16 20
@R n (min) 15500 12800 10500 8000 6400 5400 3900 3200
g% Bt Slotted 1600 1600 900 1000 1100 950 950 900
g% {83 Side 2300 2100 1400 1600 1700 1500 1500 1300

14IZREE Cutting depth  B3#f Slotted 3% Side

ap<0.5DC
ap : BHEIEIHIRE Axial depth of cutting
DC 20<002-050¢|  ac : fRMIIHEIFZRE Radial depth of cutting
DC : 7]4€ Diameter of cutting

B154 | CARBIDE END MILL &%) —MU3-JMA 3000



