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HRC 65 deg Tungsten Carbide 4 Flute Square End Mills
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Raw Material:
high hardness and high toughness.

BT ERKEENZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<I10 -0.015~ -0.040
10<< D<20-0.020~ -0.050

- — R UIHI 240
Cutting Parameters
PIHIEEE  ve=130 (120-180)m/min

PR a,=1/3D(1/8-1/2D)
DI a==1/2D(1/4-1D)

B £20.15mm(0.02-0.2)

FZ RN TAPRHAN R BANRE R, DTHI S8 iud
STk

Please adjust the parameters accroding to the material
and hardness of workpieces.

®RE

Coating

AITISIN

o [HEEE e
35 65

- BRI

AITiSIN, ZKEARRIZE, MR
& 4000HV, #HKAzEEis 1200°C
Coating: Use nano-tech, the hardness

and thermal stability are up to 4000HV
and 1200°C, respectively.

 JI%

A7), WPk, TR,
BEATKE I L

Flutes: 4 flutes, high rigidity, widely used
in shallow slot, profile milling, and finish
machining.

~ W Ji& A 2

35 RN AR R ot A 2
WENLPESER, T R TR AN
L, ARERPEN T

Helix Angle: 35 deg, high adaptability
to the material and hardness of
workpieces, widely used to mold and
product processing and cost efficient.

T4k Workpiece Material
B Gem | #% RS Wead | AW R
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y Y Y
Yi&#  Suitable




o }F%  Specifications T EE

Cat.No 7f D| 71K Le| Mife d| sk L| Flutes | FigureNo.
3*8*3%50-4F 3 8 3 50 4 2
3*%12#*3%75-4F 3 12 3 75 4 2
3%12%*3%100-4F 3 12 3 100 4 2
1#3%4*50-4F 1 3 4 50 4 1
1.5%4%4*50-4F 1.5 4 4 50 4 1
2%5%4*50-4F 2 5 4 50 4 1
2.5%7%4*50-4F 2.5 7 4 50 4 1
3*8%4*50-4F 3 8 4 50 4 1
3.5%10%4*50-4F 3.5 10 4 50 4 1
4*10*4*50-4F 4 10 4 50 4 2
4*%20%4*75-4F 4 20 4 75 4 2
4*25%4*100-4F 4 25 4 100 4 2
5%13*5%50-4F 5 13 5 50 4 2
5%20*5*75-4F 5 20 5 75 4 2
5%25%5%100-4F 5 25 5 100 4 2
2.5%7%6*50-4F 2.5 7 6 50 4 1
3%8%6%*50-4F 3 8 6 50 4 1
3.5%10%6*50-4F 3.5 10 6 50 4 1
4*10*6*50-4F 4 10 6 50 4 1
4.5%12*%6*50-4F 4.5 12 6 50 4 1
5%13*6*50-4F 5 13 6 50 4 1
6*15*6*50-4F 6 15 6 50 4 2
6*20%6*75-4F 6 20 6 75 4 2
6*30%6*100-4F 6 30 6 100 4 2
6*40*6*150-4F 6 40 6 150 4 2
7%18*8%60-4F 7 18 8 60 4 1
8*20*8*60-4F 8 20 8 60 4 2
8%25%8%75-4F 8 25 8 75 4 2
8*35%8*100-4F 8 35 8 100 4 2
8%50%8%150-4F 8 50 8 150 4 2
9*23*]10%75-4F 9 23 10 75 4 1
10*25%10*75-4F 10 25 10 75 4 2
10*%40*10%100-4F 10 40 10 100 4 2
10%50*10%150-4F 10 50 10 150 4 2
11%28*12%75-4F 11 28 12 75 4 1
12*30%12%75-4F 12 30 12 75 4 2
12%45%12%100-4F 12 45 12 100 4 2
12%55%12%150-4F 12 55 12 150 4 2
14%35%14*80-4F 14 35 14 80 4 2
14*45%14*100-4F 14 45 14 100 4 2
14*60*14*150-4F 14 60 14 150 4 2
16*45*16*100-4F 16 45 16 100 4 2
16*60*16%150-4F 16 60 16 150 4 2
18%45*%18%100-4F 18 45 18 100 4 2
18*60*18%150-4F 18 60 18 150 4 2
20%45*20%100-4F 20 45 20 100 4 2
20*%60*20%150-4F 20 60 20 150 4 2
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HRC 65 deg Tungsten Carbide 2 Flute Ball Nose End Mills
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Raw Material:
high hardness and high toughness.

B ERNEE AL
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

- —RYVIHIZ %

Cutting Parameters

DIBIGERE  ve=130 (120-180)m/min
DIR a,=1/3D(1/8-1/2D)
FLJ]3E4S £20.15mm(0.02-0.2)

FIRBIN TR R AR FANRERE, VIS8 fiod
ETiOE

Please adjust the parameters accroding to the material
and hardness of workpieces.

SERE | oc

Helix Angle
30 65

R
Coating

AITiSIN

“RE

AITISiN, ZURTERERIE, B ik
4000HV, #FaEMEis  1200°C
Coating: Use nano-tech, the hardness

and thermal stability are up to 4000HV
and 1200°C, respectively.

7 B

XY vt A AR e 70 NI
TAHRWDOERE: o,
B OIHI g KRS,
JifEItgHEE, fEmin LA, —
Jwcit, THZ N, LT
Double-edge design improves rigidity
and surface finish effectively. Cutting
edge over the center reduces the cutting
resistance. High capacity of junk slot
benefits chip removal and increases
machining efficiency. 2 flutes designis
good for chip removal, easy for vertical
feed processing, widely used in slot and
hole processing.

T4k Workpiece Material
W | aeW | #% Had WEE | A P
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y Y Y
Yi&#  Suitable




7y B }H%  Specifications T =]
Cat.No Tk Rl TE Le| WiR d Bk Flutes Figure No.
R1.5%6*3%50-2F 1.5 6 3 50 2 2
R1.5%6*3%75-2F 1.5 6 3 75 2 2
R1.5%6*3*%100-2F 1.5 6 3 100 2 2
R0.5%2*4*50-2F 0.5 2 4 50 2 1
R0.75%3%4*50-2F 0.75 3 4 50 2 1
R1*4*4%50-2F 1 4 4 50 2 1
R1.25%5%4*50-2F 1.25 5 4 50 2 1
R1.5%6*4*50-2F 1.5 6 4 50 2 1
R1.75%7*%4*50-2F 1.75 7 4 50 2 1
R2*8%4%50-2F 2 8 4 50 2 2
R2*8*4*75-2F 2 8 4 75 2 2
R2*8*4*100-2F 2 8 4 100 2 2
R2.5%10*5%50-2F 2.5 10 5 50 2 2
R2.5%10*5%75-2F 2.5 10 5 75 2 2
R2.5*10*5%100-2F 2.5 10 5 100 2 2
R2.5%10*6*50-2F 2.5 10 6 50 2 1
R3*12%6*50-2F 3 12 6 50 2 2
R3*12*6*75-2F 3 12 6 75 2 2
R3*12*6*100-2F 3 12 6 100 2 2
R3*12%6*150-2F 3 12 6 150 2 2
R3.5%16*8%60-2F 3.5 16 8 60 2 1
R4*16*8*60-2F 4 16 8 60 2 2
R4*16*8*75-2F 4 16 8 75 2 2
R4*16*8*100-2F 4 16 8 100 2 2
R4*20%8*150-2F 4 20 8 150 2 2
R4.5%18*10*75-2F 4.5 18 10 75 2 1
R5%20%10*75-2F 5 20 10 75 2 2
R5*20%10*100-2F 5 20 10 100 2 2
R5*30%10*150-2F 5 30 10 150 2 2
R5.5%24%12%75-2F 5.5 24 12 75 2 1
R6*24%12%75-2F 6 24 12 75 2 2
R6%24%12*100-2F 6 24 12 100 2 2
R6%36%12*150-2F 6 36 12 150 2 2
R7*28%14*100-2F 7 28 14 100 2 2
R7*40%14*150-2F 7 40 14 150 2 2
R8*32%16*100-2F 8 32 16 100 2 2
R8*50%16*150-2F 8 50 16 150 2 2
R9*36*18*100-2F 9 36 18 100 2 2
R9*50*18*150-2F 9 50 18 150 2 2
R10*40%20*100-2F 10 40 20 100 2 2
R10*50%20%150-2F 10 50 20 150 2 2
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HRC 55 deg Tungsten Carbide 4 Flute Square End Mills
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Raw Material: It has high hardness and good
wear resistance

BETTEAKEE A ZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10<< D<20-0.020~ -0.050

- —RYUIHIZ
Cutting Parameters
PIHIEZ  ve=150 (120-180)m/min

VIR a,=1/3D(1/8-1/2D)
b a:=1/2D(1/4-1D)

FLJ]3E4S £0.15mm(0.02-0.2)
FIRBOIN TR A FIR B ANRERE, D) HI S £fid
ETiOE

Please adjust the parameters accroding to the material
and hardness of workpieces.

%% RIERE  ype ol
35 55 TiSiN

- B
TISIN, FrEE, PR AT
IR e A B

Coating: TiSiN, containing silica, very
high surface hardness and high thermal
resistance.

 J1%

471, Wik, Tz A,
BEARE T

Flutes: 4 flutes, high rigidity, widely used
in shallow slot, profile milling, and finish
machining.

MR e 1 L

355

SR AT R AT TR 52
WENLPESER, T R TR AN
L, ARSI
Helix Angle: 35 deg, high adaptability
to the material and hardness of
workpieces, widely used to mold and
product processing and cost efficient.

T4k Workpiece Material
W | aeW | #% Had WEE | A .
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy |Copper Alloy (Stainless Steel Hardened Steel
Y Y Y Y
Yi&#  Suitable




e }F%  Specifications TIH EE
Cat.No J1% D| 71K L Wik d| nmK Flutes Figure No.
3%8%3%50-4F 3 8 3 50 4 2
3*12*3%*75-4F 3 12 3 75 4 2
3%12*3%100-4F 3 12 3 100 4 2
1%3%4%50-4F 1 3 4 50 4 1
1.5%4%4%50-4F 1.5 4 4 50 4 1
2*5%4%50-4F 2 5 4 50 Al 1
2.5%T*4%50-4F 2.5 7 4 50 4 1
3*8%4*50-4F 3 8 4 50 4 1
3.5%10*4*50-4F 3.5 10 4 50 4 1
4*%10*4*50-4F 4 10 4 50 4 2
4*20*4*75-4F 4 20 4 75 4 2
4*25%4%100-4F 4 25 4 100 4 2
5%13%5%50-4F 5 13 5 50 4 2
5%20%5%75-4F 5 20 5 75 4 2
5%25%5%100-4F 5 25 5 100 4 2
2.5%7*6%50-4F 2.5 7 6 50 4 1
3*8*6*50-4F 3 8 6 50 4 1
3.5%10%6*50-4F 3.5 10 6 50 4 1
4*10*6*50-4F 4 10 6 50 4 1
4.5%12*%6*50-4F 4.5 12 6 50 4 1
5%13%6*50-4F 5 13 6 50 4 1
6*15%6*50-4F 6 15 6 50 4 2
6*20*6*75-4F 6 20 6 75 4 2
6*30*6*100-4F 6 30 6 100 4 2
6*40%6*150-4F 6 40 6 150 4 2
7%18*8%60-4F 7 18 8 60 4 1
8%20*8*60-4F 8 20 8 60 4 2
8*25*8*75-4F 8 25 8 75 4 2
8*35%8*100-4F 8 35 8 100 4 2
8%50%*8%150-4F 8 50 8 150 4 2
9%23*10%75-4F 9 23 10 75 4 1
10*25*10*75-4F 10 25 10 75 4 2
10*40*10*100-4F 10 40 10 100 4 2
10%50*10%150-4F 10 50 10 150 4 2
11#28*12%75-4F 11 28 12 75 4 1
12*30*12*75-4F 12 30 12 75 4 2
12*45%12*%100-4F 12 45 12 100 4 2
12%55%12%150-4F 12 55 12 150 4 2
14%35%14*80-4F 14 35 14 80 4 2
14*45*%14*100-4F 14 45 14 100 4 2
14%60*14%150-4F 14 60 14 150 4 2
16*45*16*100-4F 16 45 16 100 4 2
16*60*16*150-4F 16 60 16 150 4 2
18*45%18%100-4F 18 45 18 100 4 2
18%60*18%150-4F 18 60 18 150 4 2
20%45*20%100-4F 20 45 20 100 4 2
20%60*20%150-4F 20 60 20 150 4 2
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HRC 55 deg Tungsten Carbide 2 Flute Square End Mills
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Raw Material: It has high hardness and good
wear resistance

BETTEAKEE A ZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

«— iR UIHIZ %L
Cutting Parameters
HISEREE  ve=130 (120-180)m/min

IR a,=1/3D(1/8-1/2D)
DI a==1/2D(1/4-1D)

FLIIHEY £=0.15mm(0.02-0.2)

FZ RN TAP RN R BANRE R, DTHI S8 iud
B

Please adjust the parameters accroding to the material
and hardness of workpieces.

N SEEE Sppc 2R
J 35 55 TiSiN

* W=

TiSiN, &k, FLAT R e 10 2 T A
AR i R A B

Coating: TiSiN, containing silica, very
high surface hardness and high thermal
resistance.

1%
271HEEIN, NS I A 5
I IR AL

Flutes: 2 flutes, good for chip removal,
easy for vertical feed processing, widely
used in slot and hole processing

IR e A1

355 RHRIN TARE A4 Jo A
SRR, T2 N TR RN
L, ARG R

Helix Angle: 35 deg, high adaptability
to the material and hardness of
workpieces, widely used to mold and
product processing and cost efficient.

T4k Workpiece Material
B Gem | W% RS Wead | AHH R
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y Y
Yi&#  Suitable




L] }A%  Specifications TIE =]
Cat.No J1% D| 71 L Wik d| BmE L Flutes Figure No.
3*#8*3%50-2F 3 8 3 50 2 2
3*12*3*75-2F 3 12 3 75 2 2
3*12*3*100-2F 3 12 3 100 2 2
1#3*4*50-2F 1 3 4 50 2 1
1.5%4*4*50-2F 1.5 4 4 50 2 1
2*5%4*50-2F 2 5 4 50 2 1
2.5%7%4*50-2F 2.5 7 4 50 2 1
3#8*4*50-2F 3 8 4 50 2 1
3.5%10*4*50-2F 3.5 10 4 50 2 1
4*10*4*50-2F 4 10 4 50 2 2
4*20%4*75-2F 4 20 4 75 2 2
4*25%4*100-2F 4 25 4 100 2 2
5*13*5%50-2F 5 13 5 50 2 2
5%20%5*75-2F 5 20 5 75 2 2
5*25*5*%100-2F 5 25 5 100 2 2
2.5*%7*6*50-2F 2.5 7 6 50 2 1
3*8*6*50-2F 3 8 6 50 2 1
3.5*%10*6*50-2F 3.5 10 6 50 2 1
4*10*6*50-2F 4 10 6 50 2 1
4.5%12*%6*50-2F 4.5 12 6 50 2 1
5*13*6*50-2F 5 13 6 50 2 1
6*15*%6*50-2F 6 15 6 50 2 2
6*20%6*75-2F 6 20 6 75 2 2
6*30%6*100-2F 6 30 6 100 2 2
6*40*6*150-2F 6 40 6 150 2 2
7*18*8*60-2F 7 18 8 60 2 1
8*20*8*60-2F 8 20 8 60 2 2
8*25*8*75-2F 8 25 8 75 2 2
8*35*8*100-2F 8 35 8 100 2 2
8*50*8*150-2F 8 50 8 150 2 2
9%23*10*75-2F 9 23 10 75 2 1
10*25*10*75-2F 10 25 10 75 2 2
10*40*10*100-2F 10 40 10 100 2 2
10*50*10*150-2F 10 50 10 150 2 2
11*28*12*%75-2F 11 28 12 75 2 1
12*30*12*75-2F 12 30 12 75 2 2
12*45%12*100-2F 12 45 12 100 2 2
12*55*%12*150-2F 12 55 12 150 2 2
14*35%14*80-2F 14 35 14 80 2 2
14*45*%14*100-2F 14 45 14 100 2 2
14*60*14*150-2F 14 60 14 150 2 2
16*45*16*100-2F 16 45 16 100 2 2
16*60*16*150-2F 16 60 16 150 2 2
18*45*18*100-2F 18 45 18 100 2 2
18*60*18*150-2F 18 60 18 150 2 2
20*45*20*100-2F 20 45 20 100 2 2
20*60*20*150-2F 20 60 20 150 2 2
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HRC 55 deg Tungsten Carbide 2 Flutes Ball Nose End Mills
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Raw Material: It has high hardness and good
wear resistance

BETTEAKEE A ZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10<< D<20-0.020~ -0.050

- —VIHIZ %

Cutting Parameters

DIBIERE  ve=130 (120-180)m/min
VIR a,=1/3D(1/8-1/2D)
FLJ]3E4S £20.15mm(0.02-0.2)

RPN TR A FIR BANRERE, D) HI S Bfid
BTN E

Please adjust the parameters accroding to the material
and hardness of workpieces.

BR ppe  BIERE
TiSiN 55 30

“RE

TiSiN, &k, FAT I e 10 2 T A
AR e F) A B

Coating: TiSiN, containing silica, very
high surface hardness and high thermal
resistance.

7

XTIHBEE, A R e 7 M AT
TAFRWDOERE R J) O Bt
AR VIRIE 77 KA EHEE,
gt HEE, fEmin LR, —
Tvcit, BT, LT
Double-edge design improves rigidity
and surface finish effectively. Cutting
edge over the center reduces the cutting
resistance. High capacity of junk slot
benefits chip removal and increases
machining efficiency. 2 flutes design is
good for chip removal, easy for vertical
feed processing, widely used in slot, and
hole processing.

T4k Workpiece Material
W | aeW | #® Had WEE | A |
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y Y
Yi&#  Suitable

10




L] }HE  Specifications T
Cat.No TR RYTK W 4| sk Flutes
R1.5%6*3%50-2F 6 3 50 2 2
R1.5%6*3%75-2F 6 3 75 2 2
R1.5%6*3*100-2F 6 3 100 2 2
R0.5%2*4*50-2F 2 4 50 2 1
R0.75%3%4*50-2F 3 4 50 2 1
R1*4%4*50-2F 4 4 50 2 1
R1.25%5%4*50-2F 5 4 50 2 1
R1.5%6*4*50-2F 6 4 50 2 1
R1.75%7%4*50-2F 7 4 50 2 1
R2*8*4*50-2F 8 4 50 2 2
R2*8*4*75-2F 8 4 75 2 2
R2*8*4*100-2F 8 4 100 2 2
R2.5%10*5%50-2F 10 5 50 2 2
R2.5%10*5%75-2F 10 5 75 2 2
R2.5%10*5%100-2F 10 5 100 2 2
R2.5%10*6*50-2F 10 6 50 2 1
R3*12*6*50-2F 12 6 50 2 2
R3*12%6*75-2F 12 6 75 2 2
R3*12%6*100-2F 12 6 100 2 2
R3*12%6*150-2F 12 6 150 2 2
R3.5%16*8%60-2F 16 8 60 2 1
R4*16*8*60-2F 16 8 60 2 2
R4*16*8*75-2F 16 8 75 2 2
R4*16*8*100-2F 16 8 100 2 2
R4*20%8%150-2F 20 8 150 2 2
R4.5*18*10*75-2F 18 10 75 2 1
R5%20%10*75-2F 20 10 75 2 2
R5%20%10*100-2F 20 10 100 2 2
R5*30*10*150-2F 30 10 150 2 2
R5.5%24%12%75-2F . 24 12 75 2 1
R6%24%12%75-2F 6 24 12 75 2 2
R6*24%12%100-2F 6 24 12 100 2 2
R6*35%12%150-2F 6 36 12 150 2 2
R7*28%14*100-2F 7 28 14 100 2 2
R7*40%14*150-2F 7 40 14 150 2 2
R8*32%16*100-2F 8 32 16 100 2 2
R8*50*16*150-2F 8 50 16 150 2 2
R9*36*18*100-2F 9 36 18 100 2 2
R9*50%18*150-2F 9 50 18 150 2 2
R10*40%20*100-2F 10 40 20 100 2 2
R10%*50%20%150-2F 10 50 20 150 2 2

11
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HRC 55 deg Tungsten Carbide 4 Flutes Corner Radius End Mills

e
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Raw Material:
high hardness and good wear resistance.

BETTEAKEE A ZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10<< D<20-0.020~ -0.050

«— iR UIHI S %0
Cutting Parameters
PIHI#EE  ve=130 (120-180)m/min

IR a,=1/3D(1/8-1/2D)
DI a==1/2D(1/4-1D)

B £20.15mm(0.02-0.2)

TR TR R R ANREFE , DT S 8o
ETiOE

Please adjust the parameters accroding to the material
and hardness of workpieces.

%% Feor (Nic (R
35 55 TiSIN

B
TiSiN,
AT e R FABEL

B, ATy R T B

Coating: TiSiN, containing silica, very
high surface hardness and high thermal
resistance.

T

TIE, AGRE, TTEATE
Hn T

Cutting Edge Design: Corner radius,
uneasy to cracking, widly used in high
speed cutting

~ BR e A1 JEE

355 0 HIN TSR R4 S5 A B
WERNLPER, [V R SRR
L, ARERPEN T

Helix Angle: 35 deg, high adaptability
to the material and hardness of
workpieces, widely used to mold and
product processing and cost efficient.

T A KL Workpiece Material
BE | aew | %% | @a Wae | A% P
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y Y
Yi&#  Suitable

12




7l 2 }iA%  Specifications JI% (3E=8
Cat.No JI4% D R Wie d| Bk L Flutes Figure No.
3R0.5*3%50-4F 3 0.5 3 50 4 2
3R1*3*50-4F 3 1 3 50 4 2
3R0.5*3%75-4F 3 0.5 3 75 4 2
3R1*3%75-4F 3 1 3 75 4 2
3R0.5%3*100-4F 3 0.5 3 100 4 2
3R1*3%100-4F 3 1 3 100 4 2
3R0.5*4*50-4F 3 0.5 4 50 4 1
3R1*4*50-4F 3 1 4 50 4 1
4R0.5*4*50-4F 4 0.5 4 50 4 2
4R1*4*50-4F 4 1 4 50 4 2
4R0.5%4*75-4F 4 0.5 4 75 4 2
4R1*4*75-4F 4 1 4 75 4 2
4R0.5%4*100-4F 4 0.5 4 100 4 2
4R1*4*100-4F 4 1 4 100 4 2
5R0.5*5%50-4F 5 0.5 5 50 4 2
5R1*5%50-4F 5 1 5 50 4 2
5R0.5%6*50-4F 5 0.5 6 50 4 1
5R1*6*50-4F 5 1 6 50 4 1
6R0.5*6*50-4F 6 0.5 6 50 4 2
6R1*6*50-4F 6 1 6 50 4 2
6R0.5*6*75-4F 6 0.5 6 75 4 2
6R1*6*75-4F 6 1 6 75 4 2
6R0.5%6*100-4F 6 0.5 6 100 4 2
6R1*6*100-4F 6 1 6 100 4 2
6R0.5%6*150-4F 6 0.5 6 150 4 2
6R1*6*150-4F 6 1 6 150 4 2
8R0.5*8*60-4F 8 0.5 8 60 4 2
8R1*8*60-4F 8 1 8 60 4 2
8R2*8*60-4F 8 2 8 60 4 2
8R3*8*60-4F 8 3 8 60 A 2
8R0.5*8*75-4F 8 0.5 8 75 4 2
8R1*8*75-4F 8 1 8 75 4 2
8R0.5%8*100-4F 8 0.5 8 100 4 2
8R1*8*100-4F 8 1 8 100 4 2
8R0.5*8%150-4F 8 0.5 8 150 4 2
8R1*8*150-4F 8 1 8 150 4 2
10R0.5%10%75-4F 10 0.5 10 75 4 2
10R1*10*75-4F 10 1 10 75 A 2
10R0.5*%10%100-4F 10 0.5 10 100 4 2
10R1*10*100-4F 10 1 10 100 4 2
10R0.5%10%150-4F 10 0.5 10 150 4 2
10R1*10*150-4F 10 1 10 150 4 2
12R0.5*12*75-4F 12 0.5 12 75 4 2
12R1*12%75-4F 12 1 12 75 4 2
12R0.5%12*100-4F 12 0.5 12 100 4 2
12R1*12*100-4F 12 1 12 100 4 2
12R0.5*12*150-4F 12 0.5 12 150 4 2
12R1*12*150-4F 12 1 12 150 4 2
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Fig1

Fig2 d.t

553 7] B T]

HRC 55 deg Tungsten Carbide 3 Flute End Mills for Aluminum

d e

2
=it
o JE AR

HA e 5 AN R i 2 2

Raw Material::
high hardness and good wear resistance.

BETTEAKEE A ZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

- — iR UIHI S %0
Cutting Parameters
PIHI#EE  ve=220 (100-800)m/min

IR a,=1/2D(1/8-3/4D)
DI a==1/2D(1/4-1D)

FLIJHEY £=0.15mm(0.02-0.2)

FZ RN TAP RN R BARE R, DTHI S8 iud
B

Please adjust the parameters accroding to the material
and hardness of workpieces.

»
i
]

Fig A

T3

3V, HRWIE, VIEARE
Flutes: 3 flutes, effectively mitigate vibra-
tion and stable cutting.

oAﬂ__?l_'_“.J
MG MR EREER, HT I8
268 0 TS i T

A Type: Double-edge design provides
good smooth finish and is suitable for

semi-finish and finish machining.

° Bﬂjg

SE F T IR, B,
DIHE LR, 32 N 3 AR
T

B Type: Single-edge design, sharp blade,
good for chip removal, high cutting speed,
widly used in rough machining.

T4k Workpiece Material

A aam | e i RS R T
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y

Yi&4&  Suitable
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2 FHAE Speciﬁcatior‘ls 7% @%
Cat.No T | 1K | Wik | B | pluges | Floure
D | Lc d L No.
3*%9*3*50-3FA 3*9*3*50-3FB 3 9 3 50 3 2
3*%15%3%75-3FA 3*15*3%75-3FB 3 15 3 75 3 2
3*15*%3*%100-3FA 3*15*%3*%100-3FB 3 15 3 100 3 2
1#3%4*50-3FA 1#3%4*50-3FB 1 3 4 50 3 1
1.5%5%4*50-3FA 1.5%5%4*50-3FB 1.5 5 4 50 3 1
2%6*%4*50-3FA 2%6*4*50-3FB 2 6 4 50 3 1
2.5%8%4%50-3FA 2.5%8%4*50-3FB 2.5 8 4 50 3 1
3*%9%4*50-3FA 3*9%4*50-3FB 3 9 4 50 3 1
3.5%12%4*50-3FA 3.5%12%4*50-3FB 3.5 12 4 50 3 1
4*12%4%50-3FA 4*12%4*50-3FB 4 12 4 50 3 2
4%15%4*75-3FA 4*15%4*75-3FB 4 15 4 75 3 2
4*20*4*100-3FA 4*20*4*100-3FB 4 20 5 100 3 2
5%15%5%50-3FA 5%15%5%50-3FB 5 15 5 50 3 2
5%20*5*75-3FA 5%20%*5%75-3FB 5 20 5 75 3 2
5%25%5%100-3FA 5%25%5%100-3FB 5 25 6 100 3 2
2%6*6*50-3FA 2%6*6*50-3FB 2 6 6 50 3 1
3*9%6*50-3FA 3*9%6*50-3FB 3 9 6 50 3 1
4*12%6*50-3FA 4*%12*6*50-3FB 4 12 6 50 3 1
5%15%6*50-3FA 5%15%6*50-3FB 5 15 6 50 3 1
6*18*6*50-3FA 6*18*6*50-3FB 6 18 6 50 3 2
6*25%6*75-3FA 6*25%6*75-3FB 6 25 6 75 3 2
6*30%6*100-3FA 6*30%6*100-3FB 6 30 6 100 3 2
6*35%6*150-3FA 6*35*6*150-3FB 6 35 6 150 3 2
7%21*8*60-3FA 7%21*8*60-3FB 7 21 8 60 3 1
8%24*8%60-3FA 8%24*8*60-3FB 8 24 8 60 3 2
8%30*8*75-3FA 8%30*8+*75-3FB 8 30 8 75 3 2
8*%40*8*100-3FA 8*40*8*100-3FB 8 40 8 100 3 2
8*%50*8*150-3FA 8*50*8*150-3FB 8 50 8 150 3 2
9*27%10%75-3FA 9*27%10%75-3FB 9 27 10 75 3 1
10*30*10%75-3FA 10*30*10*75-3FB 10 30 10 75 3 2
10*45%10%100-3FA 10*45%10%100-3FB 10 45 10 | 100 3 2
10*50%10*150-3FA 10*50*%10*150-3FB 10 50 10 | 150 3 2
11*33%12%75-3FA 11*33%12*75-3FB 11 33 12 75 3 1
12*36*12*75-3FA 12*36*12*75-3FB 12 36 12 75 3 2
12*%45%100-3FA 12*45%100-3FB 12 45 12 | 100 3 2
12*60*12*150-3FA 12*60*12*150-3FB 12 60 12 | 150 3 2
14*35%14*80-3FA 14*35%14*80-3FB 14 35 14 80 3 2
14*45%14*100-3FA 14*45%14*100-3FB 14 45 14 | 100 3 2
14*%60*14*150-3FA 14*60*14*150-3FB 14 60 14 | 150 3 2
16*45%16%100-3FA 16*45%16%100-3FB 16 45 16 | 100 3 2
16*60*16%150-3FA 16*60*16*150-3FB 16 60 16 | 150 3 2
18*45%18*100-3FA 18*45*18*100-3FB 18 45 18 | 100 3 2
18*60*18*150-3FA 18*60*18*150-3FB 18 60 18 | 150 3 2
20%45%20%100-3FA 20%45%20%100-3FB 20 45 20 | 100 3 2
20%60*20%150-3FA 20%60*20%150-3FB 20 60 20 | 150 3 2
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A5 ViR A T RE Jo 5 <8t T )

HRC 45 deg Tungsten Carbide 4 Flute Square End Mills

Figi o = T+ & E{
L i
Fig2 di = = D
* JR AR

FAT R i AR AN R th it

Raw Material:
high hardness, good wear resistance and
corrosion resistance.

B ERNEEAZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

- — i UIHI S %0
Cutting Parameters
PIH#EE  ve=220 (120-180)m/min

DA a,=1/3D(1/8-1/2D)
b a==1/2D(1/4-1D)
BJIHEYS £20.15mm(0.02-0.2)

TR TR R R ANREFE , DT S 8o
EiRE e

Please adjust the parameters accroding to the material
and hardness of workpieces.

%@% RIERE  ype bl
35 45 AITIN

IR

AITINRZ, e =R A 7w
[ LA PE AN B0 S AR P

Coating: AITiN, high aluminum content
provides excellent hot hardness and oxi-
dation resistance.

< J1%
47], WPk, T ERAE,
BEARE N L

Flutes: 4 flutes, high rigidity, widely used
in shallow slot, profile milling, and finish
machining.

~WR e A1

355 RN AL R4 Jo AT
S IVA i P IR VA I B W T
L, ARG RE

Helix Angle: 35 deg, high adaptability
to the material and hardness of
workpieces, widely used to mold and
product processing and cost efficient.

T A KL Workpiece Material

A aam | e B RS R R
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y
Yi&#  Suitable




iUp=" Fit%  Specifications 4715 =

CatNo 78 D| 7K Le| Mife d| sk L| F4utest | Figure No.
3#8*3*50-4F 3 8 3 50 4 2
3*12%3*75-4F 3 12 3 75 4 2
3*12*3*100-4F 3 12 3 100 4 2
1%#3*4*50-4F 1 3 4 50 4 1
1.5%4*4%50-4F 1.5 4 4 50 4 1
2*5%4*50-4F 2 5 4 50 4 1
2.5%7*4%50-4F 2.5 7 4 50 4 1
3*8*4%50-4F 3 8 4 50 4 1
3.5%10*4*50-4F 35 10 4 50 4 1
4*10*4*50-4F 4 10 4 50 4 2
4*20*4*75-4F 4 20 4 75 4 2
4*25%4*100-4F 4 25 4 100 4 2
5*13*5*50-4F 5 13 5 50 4 2
5%20*5*75-4F 5 20 5 75 4 2
5*25*5*%100-4F 5 25 5 100 4 2
2.5%7*6%50-4F 2.5 7 6 50 4 1
3*8*6%50-4F 3 8 6 50 4 1
3.5*%10*6*50-4F 3.5 10 6 50 4 1
4*10*6*50-4F 4 10 6 50 4 1
4.5%12*6*50-4F 4.5 12 6 50 4 1
5*13*6*50-4F 5 13 6 50 4 1
6*15*6*50-4F 6 15 6 50 4 2
6*20*6*75-4F 6 20 6 75 4 2
6%25%6*100-4F 6 25 6 100 4 2
6*40%6*150-4F 6 40 6 150 4 2
7*18*8*60-4F 7 18 8 60 4 1
8*20*8*60-4F 8 20 8 60 4 2
8*25*8*75-4F 8 25 8 75 4 2
8*35*8*100-4F 8 35 8 100 4 2
8*50*8*150-4F 8 50 8 150 4 2
9*23*10*75-4F 9 23 10 75 4 1
10*25*10*75-4F 10 25 10 75 4 2
10*40*10*100-4F 10 40 10 100 4 2
10*50*10*150-4F 10 50 10 150 4 2
11*28*12*75-4F 11 28 12 75 4 1
12*30*12*75-4F 12 30 12 75 4 2
12*45%12*100-4F 12 45 12 100 4 2
12*55%12*150-4F 12 55 12 150 4 2
14*35*14*80-4F 14 35 14 80 4 2
14*45*14*100-4F 14 45 14 100 4 2
14*60*14*150-4F 14 60 14 150 4 2
16*45*%16*100-4F 16 45 16 100 4 2
16*60*16*150-4F 16 60 16 150 4 2
18*45*18*100-4F 18 45 18 100 4 2
18*60*18*150-4F 18 60 18 150 4 2
20*45*20*%100-4F 20 45 20 100 4 2
20*60*20*150-4F 20 60 20 150 4 2
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A5 VTR 2 T RE Jo 5 < Bt )

HRC 45 deg Tungsten Carbide 2 Flute Square End Mills

o - SSos
Lc
L
e 4 _ N ol
Le
L

* JEARL
FLAT RLUF A B PR AL e

Raw Material:
high hardness, good wear resistance and
corrosion resistance.

B ERNEEAZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

s —RUIHIZ

Cutting Parameters

DIBIERE  ve=130 (120-180)m/min
IR a,=1/3D(1/8-1/2D)

Y v a:=1/2D(1/4-1D)
FLJ]3E4S £0.15mm(0.02-0.2)

FIRBOIN TR A FIR B ANRERE, D) HI S £fid
ETiOE

Please adjust the parameters accroding to the material
and hardness of workpieces.

AN BiERE e BRE

Helix Angle

q 5 45 AITIN

“RIE

AITINGRZ, miagEsRdt 7R
GREART G k7 =R AT S

Coating: AITiN, high aluminum content

provides excellent hot hardness and oxi-
dation resistance.

< J1%
271HEEIN, N RELS I LA 5
[z ORI SN T

Flutes: 2 flutes, good for chip removal,
easy for vertical feed processing, widely
used in slot and hole processing

~ B2 ie 1

350 R0 AT RL AL TR AE 5
NS, TV R TR ERT
L, AR RIPEGT
Helix Angle: 35 deg, high adaptability
to the material and hardness of
workpieces, widely used to mold and
product processing and cost efficient.

T4k Workpiece Material

AN e kR Sy
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel

T AN AN

Y Y Y

Yi&#&  Suitable




V=S }A%  Specifications TIE aE=s
Cat.No T4 JK Le| Wie d| mg Flutes Figure No.
3*#8*3*50-2F 3 8 3 50 2 2
3*12*3*75-2F 3 12 3 75 2 2
3*12*3*100-2F 3 12 3 100 2 2
1¥3*4*50-2F 1 3 4 50 2 1
1.5*%4*4*50-2F 1.5 4 4 50 2 1
2*5%4*50-2F 2 5 4 50 2 1
2.5%7*4*50-2F 2.5 7 4 50 2 1
3*8*4*50-2F 3 8 4 50 2 1
3.5*%10*4*50-2F 3.5 10 4 50 2 1
4*10*4*50-2F 4 10 4 50 2 2
4*20%4*75-2F 4 20 4 75 2 2
4*25*4*100-2F 4 25 4 100 2 2
5*13*5%50-2F 5 13 5 50 2 2
5*20*5*75-2F 5 20 5 75 2 2
5*25%5*%100-2F 5 25 5 100 2 2
2.5%7*6*50-2F 2.5 7 6 50 2 1
3*8*6*50-2F 3 8 6 50 2 1
3.5*10%6*50-2F 3.5 10 6 50 2 1
4*10*6*50-2F 4 10 6 50 2 1
4.5*%12*6*50-2F 4.5 12 6 50 2 1
5*13*6*50-2F 5 13 6 50 2 1
6*15*6*50-2F 6 15 6 50 2 2
6*20%6*75-2F 6 20 6 75 2 2
6*25*%6*100-2F 6 25 6 100 2 2
6*40*6*150-2F 6 40 6 150 2 2
7*18*8*60-2F 7 18 8 60 2 1
8*20*8*60-2F 8 20 8 60 2 2
8*25%8*75-2F 8 25 8 75 2 2
8*35*8*100-2F 8 35 8 100 2 2
8*50*8*150-2F 8 50 8 150 2 2
9%23*10*75-2F 9 23 10 75 2 1
10*25*10%75-2F 10 25 10 75 2 2
10*40*10*100-2F 10 40 10 100 2 2
10*50*10*150-2F 10 50 10 150 2 2
11*28*12*%75-2F 11 28 12 75 2 1
12*30*12*75-2F 12 30 12 75 2 2
12*45%12*100-2F 12 45 12 100 2 2
12*55*%12*150-2F 12 55 12 150 2 2
14*35%14*80-2F 14 35 14 80 2 2
14*45*%14*100-2F 14 45 14 100 2 2
14*60*14*150-2F 14 60 14 150 2 2
16*45*16*100-2F 16 45 16 100 2 2
16*60*16*150-2F 16 60 16 150 2 2
18*45*18*100-2F 18 45 18 100 2 2
18*60*18*150-2F 18 60 18 150 2 2
20*45*20*100-2F 20 45 20 100 2 2
20*60*20*150-2F 20 60 20 150 2 2
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Fig1 d —

Fig2

ASRE2 T i A BR =L B T

HRC 45 deg Tungsten Carbide 2 Flute Ball Nose End Mills

d =

* JEARL
FLAT RLUF A B PR AL e

Raw Material:
high hardness, good wear resistance and
corrosion resistance.

B ERNEEAZE
Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030
6<< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

« M UTHIZ 4L

Cutting Parameters
PIHEE  ve=130 (120-180)m/min

PRI a,=1/3D(1/8-1/2D)
il a==1/2D(1/4-1D)

FLJ]3E4S £40.15mm(0.02-0.2)

TR TR R R ANRERE , DT S 8o
2R

Please adjust the parameters accroding to the material
and hardness of workpieces.

giwgE  HRC AR
30 45 AITIN

IRz

AITINGRZ, oS =Rt 7 it
HOEARTSEHE =R A AT 3

Coating: AITiN, high aluminum content
provides excellent hot hardness and oxi-
dation resistance.

7 B

M)A Bett, AR AR = 71 ML AD
ARG, J) g it
AR VIBIE S KSR EY,
i, fEmin LA
Jwcit, THZ N, fnL
Double-edge design improves rigidity
and surface finish effectively. Cutting
edge over the center reduces the cutting
resistance. High capacity of junk slot
benefits chip removal and increases
machining efficiency. 2 flutes design is
good for chip removal, easy for vertical
feed processing, widely used in slot,
profile, and hole processing.

T A KL Workpiece Material
A s Wk i RS R R
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y
Yi&#  Suitable
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7y B }F%  Specifications TI% =
Cat.No T RPIK Wik d| mk Flutes Figure No.
R1.5%6*3*50-2F s 6 3 50 2 2
R1.5%6*3%75-2F 1.5 6 3 75 2 2
R1.5%6*3%100-2F 1.5 6 3 100 2 2
R0.5%2*4*50-2F 0.5 2 4 50 2 1
R0.75%3*4*50-2F 0.75 3 4 50 2 1
R1*4*4%50-2F 1 4 4 50 2 1
R1.25%5%4*50-2F 1.25 5 4 50 2 1
R1.5%6*4*50-2F 1.5 6 4 50 2 1
R1.75%7*%4*50-2F 1.75 7 4 50 2 1
R2*8%4%50-2F 2 8 4 50 2 2
R2*8*4*75-2F 2 8 4 75 2 2
R2*8*4*100-2F 2 8 4 100 2 2
R2.5%10*5%50-2F 2.5 10 5 50 2 2
R2.5%10*5%75-2F 2.5 10 5 75 2 2
R2.5%10*5%100-2F 2.5 10 5 100 2 2
R2.5%10*6*50-2F 2.5 10 6 50 2 1
R3*12*6*50-2F 3 12 6 50 2 2
R3*12*6*75-2F 3 12 6 75 2 2
R3*12*6*100-2F 3 12 6 100 2 2
R3*12%6*150-2F 3 12 6 150 2 2
R3.5%16*8%60-2F 3.5 16 8 60 2 1
R4*16*8*60-2F 4 16 8 60 2 2
R4*16*8*75-2F 4 16 8 75 2 2
R4*16*8*100-2F 4 16 8 100 2 2
R4*20%8*150-2F 4 20 8 150 2 2
R4.5%18*10%75-2F 4.5 18 10 75 2 1
R5%20%10*75-2F 5 20 10 75 2 2
R5%20%10*100-2F 5 20 10 100 2 2
R5*30%10*150-2F 5 30 10 150 2 2
R5.5%24%12*75-2F 55 24 12 75 2 1
R6*24*12%75-2F 6 24 12 75 2 2
R6*24%12%100-2F 6 24 12 100 2 2
R6*35%12%150-2F 6 36 12 150 2 2
R7*28*14*100-2F 7 28 14 100 2 2
R7*40%14*150-2F 7 40 14 150 2 2
R8*32%16*100-2F 8 32 16 100 2 2
R8*50%16*150-2F 8 50 16 150 2 2
R9*36*18*100-2F 9 36 18 100 2 2
R9*50%18*150-2F 9 50 18 150 2 2
R10*40%20*100-2F 10 40 20 100 2 2
R10*50%20%150-2F 10 50 20 150 2 2
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Fig2 d

A5 5 AT R B 4 1R S 45k T )

HRC 45 deg Tungsten Carbide 4 Flutes Corner Radius End Mills

Figt d — il D

Lo ]

L te _

L

* JEARL

KHEEEMBETT YGI0X, HAR
T PR TS PSP R FE e

Raw Material: Use Zigong YG10X,

high hardness, good wear resistance and
corrosion resistance.

X WANER Y N =
Tolerance of End MillDiameter

I< D<6 -0.010~ -0.030
6< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

VI HIZE
Cutting Parameters
PIHIEZ  ve=130 (120-180)m/min

VIR a,=1/3D(1/8-1/2D)
b a==1/2D(1/4-1D)

B £20.15mm(0.02-0.2)
RPN TR A FIR B ANRERE, D) HI S Bfid
ETiOE

Please adjust the parameters accroding to the material
and hardness of workpieces.

&

ERIE

Helix Angle

HRC

35 45

el

Coating

AITIN

B

AITINGRZ, oS =Rt 7 it
HOEARTSEHE =R A AT 3
Coating: AITiN, high aluminum content
provides excellent hot hardness and oxi-
dation resistance.

I

JIAEIA, Ao, TS

Hhn T

Cutting Edge Design: Corner radius,
uneasy to cracking, widly used in high

speed cutting

~ BR e A1 JEE

35 RO AR R o A 2
WENLPESER, TV R TR AN
L, A&
Helix Angle: 35 deg, high adaptability
to the material and hardness of
workpieces, widely used to mold and
product processing and cost efficient.

T4k Workpiece Material
W | aeW | #% Had WEE | A .
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y Y
Yi&#  Suitable
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V=S }A%  Specifications T =]
Cat.No JI4% D R Wi d| Bk L Flutes Figure No.
3R0.5*3%50-4F 3 0.5 3 50 4 2
3R1*3*50-4F 3 1 3 50 4 2
3R0.5*3%75-4F 3 0.5 3 75 4 2
3R1*3%75-4F 3 1 3 75 4 2
3R0.5*3*100-4F 3 0.5 3 100 4 2
3R1*3%100-4F 3 1 3 100 4 2
3R0.5*4*50-4F 3 0.5 4 50 4 1
3R1*4*50-4F 3 1 4 50 4 1
4R0.5*4*50-4F 4 0.5 4 50 4 2
4R1*4*50-4F 4 1 4 50 4 2
4R0.5%4*75-4F 4 0.5 4 75 4 2
4R1*4*75-4F 4 1 4 75 4 2
4R0.5%4*100-4F 4 0.5 4 100 4 2
4R1*4*100-4F 4 1 4 100 4 2
5R0.5*5%50-4F 5 0.5 5 50 4 2
5R1*5%50-4F 5 1 5 50 4 2
5R0.5*6*50-4F 5 0.5 6 50 4 1
5R1*6*50-4F 5 1 6 50 4 1
6R0.5*6*50-4F 6 0.5 6 50 4 2
6R1*6*50-4F 6 1 6 50 4 2
6R0.5%6*75-4F 6 0.5 6 75 4 2
6R1*6*75-4F 6 1 6 75 4 2
6R0.5*6*100-4F 6 0.5 6 100 4 2
6R1*6*100-4F 6 1 6 100 4 2
6R0.5%6*150-4F 6 0.5 6 150 4 2
6R1*6*150-4F 6 1 6 150 4 2
8R0.5*%8*60-4F 8 0.5 8 60 4 2
8R1*8*60-4F 8 1 8 60 4 2
8R2*8*60-4F 8 2 8 60 4 2
8R3*8*60-4F 8 3 8 60 4 2
8R0.5*8%75-4F 8 0.5 8 75 4 2
8R1*8*75-4F 8 1 8 75 4 2
8R0.5%8*100-4F 8 0.5 8 100 4 2
8R1*8*100-4F 8 1 8 100 4 2
8R0.5%8*150-4F 8 0.5 8 150 4 2
8R1%8*150-4F 8 1 8 150 4 2
10R0.5%10%75-4F 10 0.5 10 75 4 2
10R1*10%75-4F 10 1 10 75 4 2
10R0.5*10*100-4F 10 0.5 10 100 4 2
10R1*10*100-4F 10 1 10 100 4 2
10R0.5%10%150-4F 10 0.5 10 150 4 2
10R1*10*150-4F 10 1 10 150 4 2
12R0.5*12*75-4F 12 0.5 12 75 4 2
12R1*12*75-4F 12 1 12 75 4 2
12R0.5%12*100-4F 12 0.5 12 100 4 2
12R1*12*100-4F 12 1 12 100 4 2
12R0.5*12*150-4F 12 0.5 12 150 4 2
12R1*12*150-4F 12 1 12 150 4 2
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HRC 45 deg Tungsten Carbide 3 Flute End Mills for Aluminum

1%

i

\"q_.‘: Fig A

3] vcit, FRBIRE, VIHIALE Flutes:

Figi d -
L

. s
:

BT ERKEENZE

Tolerance of End MillDiameter

1< D<6 -0.010~ -0.030

6< D<10 -0.015~ -0.040

10<< D<20-0.020~ -0.050

s UTHIZ AL

oA?_j:l_'_“.J

3flutes, effectivelymitigatevibra- tion and
stable cutting.

MG B A 2eE BRI, HT I

Cutting Parameters

FRT 2465 I T RIS i T

A Type:Double-edge designprovides

PIH#EE  ve=220(100-800)m/min

good smooth finish and is suitablefor

semi-finish and finish machining

P a=1/2D(1/8-3/4D)
PI%e a=1/2D(1/4-1D)

FLIJHEY £=0.15mm(0.02-0.2)

FIRBIN TR R A FIM FANRERE, VIS8 fiod
BT

Please adjust the parameters accroding to the material
and hardness of workpieces.

B
HUSABE, JIJ1ER, HEE g,
@Jii{iiﬁﬁ%, Iz BT AR N
T

B Type: Single-edge design, sharp blade,

good for chip removal, high cutting speed,
widly used in rough machining.

TA# %L Workpiece Material

A aam | wE IR o R !
Carbon Steel |Alloy Steel | Cast Iron Aluminum Alloy [Copper Alloy [Stainless Steel [Hardened Steel
Y Y

Yi&4&  Suitable
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2 FHAE Speciﬁcatior‘ls 7% @%
Cat.No T | 1K | Wik | B | pluges | Floure
D | Lc d L No.
3*%9*3*50-3FA 3*9*3*50-3FB 3 9 3 50 3 2
3*%15%3%75-3FA 3*15*3%75-3FB 3 15 3 75 3 2
3*15*%3*%100-3FA 3*15*%3*%100-3FB 3 15 3 100 3 2
1#3%4*50-3FA 1#3%4*50-3FB 1 3 4 50 3 1
1.5%5%4*50-3FA 1.5%5%4*50-3FB 1.5 5 4 50 3 1
2%6*%4*50-3FA 2%6*4*50-3FB 2 6 4 50 3 1
2.5%8%4%50-3FA 2.5%8%4*50-3FB 2.5 8 4 50 3 1
3*%9%4*50-3FA 3*9%4*50-3FB 3 9 4 50 3 1
3.5%12%4*50-3FA 3.5%12%4*50-3FB 3.5 12 4 50 3 1
4*12%4%50-3FA 4*12%4*50-3FB 4 12 4 50 3 2
4%15%4*75-3FA 4*15%4*75-3FB 4 15 4 75 3 2
4*20*4*100-3FA 4*20*4*100-3FB 4 20 5 100 3 2
5%15%5%50-3FA 5%15%5%50-3FB 5 15 5 50 3 2
5%20*5*75-3FA 5%20%*5%75-3FB 5 20 5 75 3 2
5%25%5%100-3FA 5%25%5%100-3FB 5 25 6 100 3 2
2%6*6*50-3FA 2%6*6*50-3FB 2 6 6 50 3 1
3*9%6*50-3FA 3*9%6*50-3FB 3 9 6 50 3 1
4*12%6*50-3FA 4*%12*6*50-3FB 4 12 6 50 3 1
5%15%6*50-3FA 5%15%6*50-3FB 5 15 6 50 3 1
6*18*6*50-3FA 6*18*6*50-3FB 6 18 6 50 3 2
6*25%6*75-3FA 6*25%6*75-3FB 6 25 6 75 3 2
6*30%6*100-3FA 6*30%6*100-3FB 6 30 6 100 3 2
6*35%6*150-3FA 6*35*6*150-3FB 6 35 6 150 3 2
7%21*8*60-3FA 7%21*8*60-3FB 7 21 8 60 3 1
8%24*8%60-3FA 8%24*8*60-3FB 8 24 8 60 3 2
8%30*8*75-3FA 8%30*8+*75-3FB 8 30 8 75 3 2
8*%40*8*100-3FA 8*40*8*100-3FB 8 40 8 100 3 2
8*%50*8*150-3FA 8*50*8*150-3FB 8 50 8 150 3 2
9*27%10%75-3FA 9*27%10%75-3FB 9 27 10 75 3 1
10*30*10%75-3FA 10*30*10*75-3FB 10 30 10 75 3 2
10*45%10%100-3FA 10*45%10%100-3FB 10 45 10 | 100 3 2
10*50%10*150-3FA 10*50*%10*150-3FB 10 50 10 | 150 3 2
11*33%12%75-3FA 11*33%12*75-3FB 11 33 12 75 3 1
12*36*12*75-3FA 12*36*12*75-3FB 12 36 12 75 3 2
12*%45%100-3FA 12*45%100-3FB 12 45 12 | 100 3 2
12*60*12*150-3FA 12*60*12*150-3FB 12 60 12 | 150 3 2
14*35%14*80-3FA 14*35%14*80-3FB 14 35 14 80 3 2
14*45%14*100-3FA 14*45%14*100-3FB 14 45 14 | 100 3 2
14*%60*14*150-3FA 14*60*14*150-3FB 14 60 14 | 150 3 2
16*45%16%100-3FA 16*45%16%100-3FB 16 45 16 | 100 3 2
16*60*16%150-3FA 16*60*16*150-3FB 16 60 16 | 150 3 2
18*45%18*100-3FA 18*45*18*100-3FB 18 45 18 | 100 3 2
18*60*18*150-3FA 18*60*18*150-3FB 18 60 18 | 150 3 2
20%45%20%100-3FA 20%45%20%100-3FB 20 45 20 | 100 3 2
20%60*20%150-3FA 20%60*20%150-3FB 20 60 20 | 150 3 2
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Fig2

A5 FE2 TR i & 4 a8t )

HRC 45 deg Tungsten Carbide 2 Flute End Mills

AN BERE HRC
¥ 45 45

o

Le

YT HARK L A

Tolerance of End MillDiameter
1< D<6 -0.010~ -0.030

6<< D<10 -0.015~ -0.040
10< D<20-0.020~ -0.050

- — R UIHI 240
Cutting Parameters
DIHIEE  ve=220 (100-800)m/min

PR a,=1/2D(1/8-3/4D)
DI a==1/2D(1/4-1D)

B £20.15mm(0.02-0.2)

FZ RN TAPRHAN R BANRE R, DTHI S8 iud
STk

Please adjust the parameters accroding to the material
and hardness of workpieces.

RiRE

Uncoated

S it

MG mwcitaRekER, HT L4
(2 K I A0S in L

Double-edge design provides good
smooth finish and is suitable for semi-
finish and finish machining

1%

27], KR HEJE A A8 HE i »
NGk 7]

2 Flutes: Large capacity of junk slot and
smooth chip evacuation.

T
T, AR VIR,
Hi0 T TR

Edge Design: Cutting edge over the
center reduces the cutting resistance and
increases the rigidity of tools.

T4k Workpiece Material

TN
Carbon Steel

el

Alloy Steel | Cast Iron

Pk HEe
Aluminum Alloy [Copper Alloy

EEE AN

Stainless Steel

e e
Hardened Steel

Y

Yi&#&  Suitable
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E=, }F%  Specifications T =
Cat.No T4% T¥ Le| Wiz d | Bk Flutes Figure No.
3%9*3%50-2F 3 9 3 50 2 2
3*15*3*75-2F 3 15 3 75 2 2
3*15*3*100-2F 3 15 3 100 2 2
1#3*4*50-2F 1 3 4 50 2 1
1.5%5%4*50-2F 1.5 5 4 50 2 1
2*6*4*50-2F 2 6 4 50 2 1
2.5%8*4*50-2F 2.5 8 4 50 2 1
3*9*4*50-2F 3 9 4 50 2 1
3.5%12*4*50-2F 3.5 12 4 50 2 1
4*12*4*50-2F 4 12 4 50 2 2
4*15%4*75-2F 4 15 4 75 2 2
4*20%4*100-2F 4 20 5 100 2 2
5*15%5%50-2F 5 15 5 50 2 2
5*20*5*75-2F 5 20 5 75 2 2
5*25%5*100-2F 5 25 6 100 2 2
2*6*6*50-2F 2 6 6 50 2 1
3*9*6*50-2F 3 9 6 50 2 1
4*12*6*50-2F 4 12 6 50 2 1
5*15%6*50-2F 5 15 6 50 2 1
6*18*6*50-2F 6 18 6 50 2 2
6*25%6*75-2F 6 25 6 75 2 2
6*30%6*100-2F 6 30 6 100 2 2
6*35*%6*150-2F 6 35 6 150 2 2
7*21*8*60-2F 7 21 8 60 2 1
8*24*8*60-2F 8 24 8 60 2 2
8*30*8*75-2F 8 30 8 75 2 2
8*40*8*100-2F 8 40 8 100 2 2
8*50*8*150-2F 8 50 8 150 2 2
9*27*10*75-2F 9 27 10 75 2 1
10*30*10*75-2F 10 30 10 75 2 2
10*45*10*100-2F 10 45 10 100 2 2
10*50*10*150-2F 10 50 10 150 2 2
11*33*12*75-2F 11 33 12 75 2 1
12*36*12*75-2F 12 36 12 75 2 2
12*45*%100-2F 12 45 12 100 2 2
12*60*12*150-2F 12 60 12 150 2 2
14*35%14*80-2F 14 35 14 80 2 2
14*45*%14*100-2F 14 45 14 100 2 2
14*60*14*150-2F 14 60 14 150 2 2
16*45*16*100-2F 16 45 16 100 2 2
16*60*16*150-2F 16 60 16 150 2 2
18*45*18*100-2F 18 45 18 100 2 2
18*60*18*150-2F 18 60 18 150 2 2
20*45*20*100-2F 20 45 20 100 2 2
20*60*20*150-2F 20 60 20 150 2 2
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Tungsten Carbide 4 Flute Roughing End Mills

Fig1 dI i = 53 ﬂ

e
e
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|_ =1

Fig2 d —
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WAL, BE4E. e4e. 45#0
faray
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Workpiece Material: Die casting steel,
general steel, cast iron, mould steel,nickel
alloy, aluminum alloy, copper alloy, 45#
steel, etc.

BIE

BEAT T S R R, AT AR AR 2
MR KRIEATIRZE

Coating: Products in stock are uncoated,

various coatings available according to
your needs.

7

BRI AL, 3SR At St
HeEaess, Tz T TAEDIE
)&« ko L

Product Design: Sharp wave and 35 helix
angle design improve the chip removal
capacity,widely used in slot, profile, rough

milling.

R 2 }HA%  Specifications TI% Flig?gie

CatNo 7% D| 7k Le| M d| Mk L| Fltes |
6*15%6*50-4F 6 15 6 50 4 2
8*20%8*60-4F 8 20 8 60 4 2
10%25%10*75-4F 10 25 10 75 4 2
10*40*10*100-4F 10 40 10 100 4 2
12%30%12*75-4F 12 30 12 75 4 2
12*45%12%100-4F 12 45 12 100 4 2
14*45%14%100-4F 14 45 14 100 4 2
16*45%16*100-4F 16 45 16 100 4 2
18*45%18*100-4F 18 45 18 100 4 2
20*45*20*100-4F 20 45 20 100 4 2
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