RETI

MOULD INDUSTRY




4=
~NEIEN
About GESAC

ENEEHMESBRATE, MIZT1989F, B—RPIMEENERSHIALIL, RETHENK
HmIERAZ—NENBUROBIRAT. AANTERESHARME. BEREE. BEIHIES
BRIFMATAR. £7, DURTUEWERTRRM, BREFMSBREHR. ERESRIIET
M.

FETEL RN mEMRAT A, URSE. SIFNEEES, BENEERERFERINK
BHEL, NEHRBFEHESENLASHRTRMRS, AUATISRRSEE. SR, i
ERAE, BETHRNFRMNTENRRELR, EREHMEXN+SMTIRAERBK, =&
EEISE

RNEWRBINEF M, 3INBIMEEQTMTANRWRARPL, IRFBHTHEM BRI
YmE" , "ERREEARER , "ExXEHHIE" , ERERFTR ARMENREHER
AR, #0F8 "SRR ETFhIl | eUEREI | "SedReREl” .

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a Sino-foreign joint
venture with national high-tech, affiliated with XTC, which is one of six major rare earth groups
in China. GESAC is committed to research & development, production and professional
solutions providing of high-quality tungsten powder materials, cemented carbide, precision
cutting tools and other tungsten products. Up to now, GESAC has become world-famous
manufacturer and supplier of tungsten powder, cemented carbide and precision cutting tools
products.

With the Integrated Product Development of complete tungsten industry chain, as well as
a pragmatic and innovative management concept, GESAC has always maintained a strong
momentum of development, providing the cost effective tungsten powder products and
services for global users, offering the excellent products and perfect solutions for solving high
hardness, high temperature resistance and wear resistance topics. Our brand "Golden Egret"
has become one of the leading brand in the market, enjoying famous reputation in more than
40 countries and regions.

GESAC owns three production bases, three overseas sales branches and one R&D center.
We undertook and completed several development programs independently, including
the “National Science and Technology Support Programs” , the “National Torch Program
Projects” , and the “National Key Projects” and so on. GESAC was awarded as "Key Enterprise
for Strategic Emerging Industry ", “Innovative Enterprise" and "Enterprise with Advanced
Technology ".
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Tungsten Powder Plant

19895
Q

MET

Huli Plant in 1989
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Carbide Rods & Cutting Tools Plant
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Wuyuanwan R&D Center in 2008
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Solutions to plastic mould machining

SEEIFENIT
Rough milling

S =
e ‘B S S S
e RD/RP+MPA100/MPB100%5%! e APMT+MEA190 e SDMT+MKB113%%
RD/RP+MPA100/MPB100 Series APMT+MEA190 Series SDMT+MKB113 Serie
* BRAERZEEINT * BASBYHEIMNI * SXEHLEHHIIIT
Universal profile milling Universal shoulder milling High-efficiency high-feed milling

)

Semi-finishing

e

e 7ZPR+MRA1T00Z7%! e APKT+MEB190%7%!
ZPR+MRA100 Series APKT+MEB190 Series
» SREERMYEIINT o SEHHINI

High-precision corner radius milling Shoulder milling
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Finishing

-
a o2

e QTD+MBA100Z7%!
QTD+MBA100 Series

* SRREAZFEINT

High-precision profile milling

& @

e QPMG+ GHD;XFLERET!
QPMG+ GHD Shallow Dirills Series
o SRELHINNT

High efficiency drilling

i

o TPEH+GCKiEHETIZES
TPEH+GCK Finish Boring Series
o BYEREERINT
High finish boring

SR —
e —

® SP210&%!
SP210 Series
* SRRAIINT

High performance machining

AFLINT

Deep-hole machining

* GODRFYIERH
GOD Series Crown Dirills

P REREGAT

Example: Car bumper

== |

o SP210&%! 2708k3k

SP210 Series 2 Flute , Balinose

o EEENTER
Exclusive use for high-speed
finish machining

&

TOGT

TOGT+GQ101 &5,
TOGT+GQ101 Series Gun-drills

® D938 FREEhE7

D938 Twist Dills Series

* SRAERHINT

High-efficiency drilling
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Solutions to press mould machining

ImEsARE]
Face milling

e SNEU+MFB145/MFB245/MFB275/MFB288%5I
SNEU+MFB145/MFB245/ MFB275/MFB288 Series
* BEFFEBEHINNL

Cost-effective face milling

AT FEREMI

Roughing & semi-finishing

Y -4
Fes oo 4
e RD/RP+MPA100/MPB100Z7%! e APMT+MEA190 ¢ SMR+MLA100&%!
RD/RP+MPA100/MPB100 Series APMT+MEA190 Series SMR+MLA100 Series
o EBR{FFEEINIIT o HEHLERT o HI0HAERZEEEINNT
Universal profile milling Shoulder milling Ball-nose Profile Milling

[EIRs%H]
Peripheral milling

e APKT+MHB190%7%!
APKT+MHB190 Series
¢ SEEEIINT

High-efficiency peripheral milling
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Example: Outer panel for left & right front door

/ﬁ_

BT
Finishing

a

e ZPR+MRA100&%! * QTD+MBAT00Z5%! e SH260-H/SH300-HEMEZF!
ZPR+MRA100 Series QTD+MBA100 Series SH260-H/SH300-H Series

* SRERMBYHIINIT o SHEEARZRAIINT o SIEERTERMIAHERIINT
High-precision corner radius milling High-precision profile milling High precision Face milling and Side milling

Drilling

o D938 FMETLFRT

D938 Twist Dills Series

* SREAHIIIT

High-efficiency drilling

..
- ..a—ﬂ‘;f

_._--"""’#
a9
o QPMG+ GHDXFL$5Z%!

QPMG+ GHD Shallow Dirills Series

, Mo © o GODRFILTes
EELEIINT GOD Series Crown Drills
High efficiency drilling
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0T 2= Application Case

BAERESEEL] Solid Carbide Endmills

FricistEA Guidelines to Icons

BRI 5T F= R FA—YEZ Application Summary of Solid Carbide Endmills
ZIINERZSIBRE Series Introduction & Endmills Index
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N2 Application Case

HEZIEIS 8 Recommended Cutting Datas

FLANT Drilling

FricitBA Guidelines to Icons

BRGESL TR F—Y3R Application Summary of Solid Carbide Drills
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AJEEAIFLINT7JE Indexable Drilling

EKFLINTJIE Solid Carbide Drilling

0T 25 Application Case
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T EZR% Tooling System

Bii Appendix

PEIEX XitE Cutting Parameters and General Formula
T3 Workpiece Material Table

008
009
015
020
020
034
062
081
092
095

102
103
104
120
168
250
268
301
306

380
381
382
386
402
417

420

444
445
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Grades Introduction and Application

REERES
AR SO Coating
Workpiece
CVD PVD
PO1
P10
P20 o
a
P30 5
P40
P50
MO1
M10
M M20 g 3
TN e I 3
Stainless Steel M30 E 6§
M40 =
(G}
M50
K01
K K10
£k K20
Cast Iron K30
K40
HO1
H H10
- H20
SEEE
Hardened Material H30
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Indexable Milling Introduction

EHER

Face Milling

SEET

EATENE 45 L

Single-side General 45° Face Milling
SEE(M)TJJ B +MFA1457J{k

SEE(M)T Inserts and MFA145 Cutters

-BREIERATITI R, SMERNRTT, DRI,
Single-side positive insert with four cutting edges.

Various groove design, cutting easily. P
- BT SO RS AR BT T R Y <

Specially suit for efficiency face milling for connection
face of mechanical components with different material.

&

SNEU

SUEER45°/75°/88 Htk

Double-side General 45°/75°/88° Face Milling
SNE(M)UJJ+MFB145/245&MFB275/2887]{K

SNE(M)U Inserts and MFB145/245&MFB275/288 Cutters

- WEMENGE/NDD ARG, BEEERE, RENIRENE;
Double-side & thicker negative insert design, with high
strength, to assure stability.

- FERTERRIEREE I T,

Mainly for light to heavy cutting of general material.
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AR TR RS M4E

Indexable Milling Introduction

BB ER

Shoulder Milling

APMT

BERE B

General Shoulder Milling
APMTJJ/F+MEA190JJ{K

APMT Inserts and MEA190 Cutters

« BRAMHRIEEIINT

Milling for general materials.

- EAATIRINT, INTIHES.
High efficiency with big cut depth.

APKT

EEHZ&T S EH

Single-side Helical Edge Shoulder Milling
APKTJ]H+MEB190/MHB190J]{

APKT Inserts and MEB190/MHB190 Cutters

- RFAFERARNES, HESRSESME;

Apply for face milling, shoudler milling of the general
material.

EEEETMINT, eRHESEESBREX,

Suit thin component milling, achieve high accuracy
shoulder milling.

OB, BRI, AT, RETIESE 2R,
Widely applied in general machinery, die mould industry,
aerospace industry, automobile industry.
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Indexable Milling Introduction

HIB#RER5!

Shoulder Milling

ANKX

WERRZ ) 5Bt

Double-side Helical Edge Shoulder Milling
ANKXJ]H+MEC190/MHC1907J4%

ANKX Inserts and MEC190/MHC190 Cutters

- NRTERMHNESE, SRY, B, B, (RS EHIE)

Apply for face milling, shoudler milling, slot milling, pocket milling,

profile milling of the general material.

- BEEHINTASHENT;

Suit heavy milling and high efficient demand milling.

- BN, RETL, FRIE, RETWESE 2.
Widely applied in general machinery, die mould industry,
aerospace industry, automobile industry.

WNGU

BATTERERY
Economic Shoulder Milling
WNGU7]F+MEE1907]44&

WNGU Inserts and MEE190 Cutters

- MBS EIGEEEIRLT, RIETTERRR, REDREE,
Double side structure ensures shape edge and high intensity.
- AT ERAMANES. HR%. EeESHIE;

Apply for face milling, shoudler milling, slot milling of the
general material.

- FEEARE, BET, MR, SETERE 2R,
Widely applied in general machinery, mould industry,
aerospace industry, automobile industry.
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AR TR RS M4E

Indexable Milling Introduction

BB ER

Shoulder Milling

SDKT

BREPTISEH
Single Side Four Edges Shoulder Milling

SDKTJ] /5 +MES1907J{A&
SDKT Inserts and MES190 Cutters

- PURHRZTD, IRIERIR;

Four helical edges contribute to low force milling.

- NFRTERHESE. TR%. BuRSEETIE);

Apply for face milling, shoudler milling, slot milling of the
general material.

EEAR, ERT, MRAE, R TS A,
Widely applied in general machinery, mould industry,
aerospace industry, automobile industry.

(RS

Profile Milling

QTD

FEEEEkLT]
Ball Nose Finish Milling
QTD7]H+MBA1007J{k

QTD Inserts and MBA100 Cutters
- BZU0RT, JIEREBELSY;

Straight line cutting edge, the accuracy of the radius is £5um.
-2RME, BEEmNTIAETVEXRANI0;

With arc outward appearance design, efficiency cuttingedge still
works when machining side wall.

SRERIIORT, TJRDOEEES;

Unigue edge design makes it much stronger.

MREN. EIEE, REEIN TN,

Small chatter and high speed fluent machining even in deep
pocket condition.
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Indexable Milling Introduction

(ERAR RS

Profile Milling

RD/RP

BRAREE

General Profile Milling
RD/RPJ]H+MPA100/MPB100J]{K

RD/RP Inserts and MPA100/MPB100 Cutters

ZFERN, REGEEITWAYGRARMNT

Economy and highly efficiency, suitable for roughing in mold industry.
1EReH, BEREIESNNT;

Comprehensive geometries can cover light machining to heavy
machining.

-PEERNARFIRLT, THISEERE;

Anti-indexing system, more stable milling.
-ARMEFEAIEERERM R, EFREREER.

Two choices for customer: economical type and precision type.

RS RS

High Feed Milling

UD/UP

3TIRIFLHE
3 Edges High Feed Milling
UD/UPJ] /+MKA1107]{K&

UD/UP Inserts and MKA110 Cutters

* STROAUET FEEAE DRSS, sE RS EURAIIRIINT;

3 kinds of size with different geometries can meet the requirement of most
cutting fields.

< ERTEMGEILN, EENATFEGEILREEEGEIINT

Suitable for various milling application, mainly used for face milling and
pocket milling.

« REBERIHE IR TR AL USSR E ], BREEIR] R EA.
Large chip pocket design with screw clamping to achieve stable milling, and
improves heat dissipation.
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Indexable Milling Introduction

RiHEHR RS

High Feed Milling

SDMT

ATJIRHLETS
4 Edges High Feed Milling
SDMTJ] /+MKB1137]{K

SDMT Inserts and MKB113 Cutters

- AFBERIEIT], LA,

4 cutting edges insert design with high economy.
-RAAOSBEERT, BERATIARNNY, EERmfu FEIeEIH,
Special chip-room designing can obviously improve the tool rigidity,

Stable milling can be realized even under high-load cutting condition,

IR

Chamfer Milling

SPMT

SPMTJJE+MCA130/145/1607J{K
SPMT Inserts and MCA130/145/160 Cutters

< ANMJIET], AISEERSREERE.

4 cutting edges, available for positive and negative chamfer milling
- 2B RRE, 1C.09/12,

2 specifications , 1C:09/12
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Indexable Milling Product

s iz Z;’;; THEZF B &

Type Approach angle Insert Cutter Shape Profile

BARR
Hl, ERTE
FRtA RO
LEHaED
EEXESEN
T.

Smoothly
cutting with
universal
property,
specially

suit for
efficiency face
milling for
connection
face of
mechanical
components
with different
material.

MFA145
h (®50-1125)
o) 45
O%

SE13:apmax=6.0mm SE*T

MFA145
(P50-963)

(@ 45°

SE13:apmax=6.0mm
S
BHl
Face
Milling

BFRRREIE,
ERTER
B IREEN
BMERE S
WEBEINL.,
Smoothly
cutting with
universal
property,
specially

suit for
efficiency face
milling for
connection
face of
mechanical
components
with different
material.

MFB145
(®50-9315)
45°

SN12:apmax=5.0mm

SN*U

MFB245
(®50-9315)

SN12:apmax=5.0mm
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Indexable Milling Product

sem Jor=: L]

Type Approach angle Insert

JIRZET
Cutter

B
Shape

&N

Profile

Tm
HEHl SN12:ap0=6.0mm SN*U

MFB275
(P50-®315)

Face

Milling

SN12:apmax=7.0mm

MFB288
(®50-®315)

WERRRIE, &
BTSRRI
WA IR AR
EREHEINT.
Smoothly cutting
with universal
property,
specially suit

for efficiency
face milling for
connection face
of mechanical
components
with different
material.

[ ™

APMT

AP11:apmax=9mm
pa) = AP16:apmax=14mm

MEA190
(P16-®250)

BTN, #HEk. &
FEIWEMEIMTL,
FENRTHEY
EeE. BUfsHE. 1
Bt

Suitable for
cutiing steel ,cast
iron,stainless
steel, mainly

used for shoulder
milling,face
milling,pockert
milling,slot
milling.

HEH
Shoulder|
Milling

APKT
P039

AP11:apmax=9mm
AP1 6:apmax=14mm

MEB190
(P16-®200)

L2 )

g7, HElR
R, BTN, %
B, FENEHR
T, FENAT
FESE. EyE B
PEgE. REBE.
Helical edge
contribute to
low force milling,
mainly used

for shoulder
milling,face
milling,pockert
milling,slot
milling.
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Indexable Milling Product

] iz Q’;U THERF B T

Type Approach angle Insert Cutter Shape Profile

=N WHRE, HEF
%, BT, %% R
FREMEINT, T8
MATAES. Hot
BURSHE. 1EEL,
Double side
contribute to

high economic,
mainly used for
shoulder milling,face
milling,pockert
milling,slot milling.

MEC190

ANKX | (932-9200)

ANT2:apmax=9mm
AN1 6:apmax:14mm

WHERE, SE5F

; BATM. %S
MRINT, FENA
FrhE% | BE
ot 185,

Double side
contribute to

high economic,
Suitable for cutiing
steel ,cast iron etc.
mainly used for
shoulder milling,face
milling,pockert
milling,slot milling.

it
HEEl
Shoulder
Milling

MEE190
WNGU | (020-9200)

P052

WNGUO4:apmax=4mm
WNGUO8:apmax=7.5mm

PUSERELT], IR
b, BTN, %
FEREFHINT,
TERATAEY

T A

MES190
SDKT | 40-0315)

PO57

Four helical edges
contribute to

low force milling,
mainly used for
shoulder milling,face
milling,pockert
milling,slot milling.

SD14:apmax=10mm

FTERTR. FY%E
MRINT, RFAFHE
BTSRRI R B
PEgEEIN T,
Suitable for the
cutting of steel and
cast iron, mainly
used forprofile
milling and
pocketmilling in
Mold industry.

Va7
) MBA100
Profile Qrb (P12-932)

Milling R+0.015 | (AU




#E | Mould Industry GESAC

ARG SREFT RIS

Indexable Milling Product

ESid) iz TREF TRERF E= fEN
Type Approach angle Insert Cutter Shape Profile

FERATR. FHK
EHAEINT, BA
FHRETASR
BrEI R EEHIN
I.

Suitable for

the cutting of
steel and cast
iron, mainly
used forprofile
milling and
pocketmilling in
Mold industry.

MPA100

RD (©10-0125)

P068

RDO7:apya.=3.5 mm
RDO08:apn.=4.0 mm
RD10:apyna.=5.0 mm
157 RD12:ap;n.,=6.0 mm
e RD16:ap.=8.0 mm

e EEATE, %
R, FEERETR
NI, MAFEE
b, BESHRSR
BRI B
BEgtEINT.
Suitable for the
cutting of steel,
cast iron and
stainless steel,
mainly used for
profile milling and
pocket milling
in Mold industry
and Aerospace
Industry.

MPB100

RP (©16-0125)

RPO8:apmax=4.0 mm
RP10:apma=5.0 mm
RP12:apmax=6.0 mm
RP16:ap,a=8.0 mm

BTN, &% &
FEREEINT,
FENATFEY
HILAR ZYRsRIN
T.

Suitable for the
cutting of steel,
castiron and
stainless steel,
mainly used for
face milling and
pocket milling.

MKA110
UD/UP 1 p20-0100)

RigteE
b=l
High
Feed

Milling

TR, %% &
BNETEINL,
FEMATFEY
HILAR BLp=Ek RN
T.

Suitable for the
cutting of steel,
castiron and
stainless steel,
mainly used for
face milling and
pocket milling.

MKB113

SDMT | 32-0125)

SD12:apma=2.0mm
SD15:apma=3.0mm
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Indexable Milling Product

s i 28 s B N
Type Approach angle Ia;ert Cutter Shape Profile
MCA130
($25-932)

SP09:ap n.=3.0mm
SP12:apna=4.5mm

FTERTN. FHER

iR aerEmm

I.
fEIf A MCA145 Suitable for
Chamfer| SPMT ((DZS'(DSZ) t?e (I:U:tl'n? of eel
Milli steel,stainless stee
e and heat-resisting
. alloy,mainly used

® for chamfer milling.
SP09:ap . =5.0mm
SP12:apna,=7.0mm

MCA160
(®25-936)

SP09:ap n.x=6.0mm
SP12:apna.,=8.0mm
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SFESEH]
Face Milling

SE*T

EAEYI A

General Fac

e Milling Inserts

e,
di
D=

7
. |l g

v Vs

R (mm) EERSE
Dimensions(mm) Coated
T8RS o n | n
Ordering Code Q ﬁ ﬁ O I B I L
SRS T R R 3 E el ElE
O|lo |00 |0 |6l |lo|lo|0o
. SEET1204AFEN-PL 127 1127 1476 | 55 | 12 | 25 | @ O O o o
. SEET13T3AGEN-PL 1341134397 | 44 1 1.7 | @ [ O O o
SEET13T3AGEN-PM | 134134397 | 44 | 15 | 1.2 o [ J @) O O O
’ SEMT13T3AGEN-PM | 134 | 134|397 | 44 | 15 | 1.2 o (@) @) (@) O @)
SEET13T3AGSN-PH | 134|134 (397 | 44 | 15| 13 O [ O O o o
. SEMT13T3AGSN-PH | 134134397 | 44 | 15 | 13 (@) O O O ©] ©]
a SEET13T3AGSN-KM | 134134397 | 44 | 15 |13 | @ [ ) O [ o
e SEET13T3AGSN-KH | 134|134 (397 | 44 | 16 | 13 0O O (@) o o
o SEET13T3AGEN-WB | 134|134 476397 | 15 |237| O [ ) O o o o

020

ofTfEEERF Stock  oFETHE Available upon Order
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SE*T13T3&%I{EE
SE*T13T3 Series Geometry

ERRIEEE
Light Cutting for
General material

ERAMEFE
Medium Cutting for
General material

ERMEIETE
Rough Cutting for
General material

FHERAEREE]
Medium Cutting for
Cast Iron

SRR EEI
Rough Cutting for
Cast Iron

&5
Wiper

WB

KRIBENRRLT, &
FHREDED. REA=R
BHINT.

Large rake angle
withNarrow edgewidth.
Suit forlight millingof
low cutting speed and
low feed.

Keifigit, TIEIER,
REH—MR TR A
SEEEINT.
Smoothly cutting.

High stability milling
can beachieved

under general
cuttingconditions.

EEETIO, BREIE
RERINTAIERER.
Strong cutting edge
for intermittent cutting
condition.

FHHTAEE, TR
RS FHERPEATAL.
The chipbreaker
specially applicable
forcast iron
undergeneral cutting
conditions.Most
medium milling can
beachieved.

HRERHIEHEE
B, sk, WRREIEN
THIRBLHE, Special
chipbreaker for cast
iron cutting and heavy
cutting.Suitable for
rough cutting.

KEEMEST), iRSF
EFRE. Wiper edge
with big circle shape to
improve the quality of
finish surface.
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SFESEH]
Face Milling

MFA145

. [ | L £y |
’Dimﬂ . ’“‘ 4
Arbor
oD
D1
ISP S i) Fig2
Coarse Pith
s =& | m | RT(mm) Dimensionsimm) Bk | BRIR | e | mn | g
Ordering Code Diameters| Teeth IR Clalgls Shim | Shape | Stock
g ®D | ®D1 [ ®dm | H | W T |apmax| Insert i
MFA145050R03A22SE13 50 3 50 63 22 40 | 104 | 6.3 6 SE*T13T3 X Fig1 [e)
MFA145063R04A22SE13 63 4 63 76 22 40 | 104 | 6.3 6 SE*T13T3 X Fig1 [ ]
oiEEEETF Stock oFEFRE Available upon Order
Close Pith
TS BE | D8 R (mm) Dimensions(mm) B | BEAN | e | @R |
Ordering Code Diameters| Teeth R Gl Shim | Shape |Stock
9 ®D | ®D1 | ®dm | H w T |apmax| Insert a
MFA145050R04A22SE13 50 4 50 63 22 40 104 | 6.3 6 SE*T13T3 X Fig1 o
MFA145063R05A22SE13 63 5 63 76 22 40 104 | 6.3 6 SE*T13T3 X Fig1 o
MFA145080R06B27SE13 80 6 80 93 27 50 124 7 6 SE*T13T3 v Fig2 o
MFA145100R07B32SE13 100 7 100 113 32 50 144 | 83 6 SE*T13T3 v Fig2 o
MFA145125R08B40SE13 125 8 125 138 40 50 164 | 83 6 SE*T13T3 v Fig2 o

022

oiEEEETF Stock oFEFRIE Available upon Order
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Face Milling
EHFERT
Shank
iyrsic)
Coarse Pith
T8 B | 7 | RY(mm) Dimensionsmm) | WX | PEIR | g | mx | g
Ordering Code Diameters| Teeth IR CeLEE Shim | Shape | Stock
g OD | ®D1 | ®dm | H | H1 |apmax Insert .
MFA145050R03P32SE13 50 3 50 63 32 120 | 39 6 SE*T13T3 X Fig3 o
MFA145063R04P32SE13 63 4 63 76 32 120 | 39 6 SE*T13T3 X Fig3 @)
oIMEETE Stock  oEFRE Available upon Order
Close Pith
TS B | o | RY (mm)Dimensionsmm) | BA | BEAR | g | mn | g
Ordering Code Diameters| Teeth R Celige Shim | Shape | Stock
9 oD DD ddm H Hi1 apmax Insert p
MFA145050R04P32SE13 50 4 50 63 32 120 | 39 6 SE*T13T3 X Fig3 @)
MFA145063R05P32SE13 63 5 63 76 32 120 | 39 6 SE*T13T3 X Fig3 @)
oTfERETF Stock oZEFARE Available upon Order
PALN T eSS
Spare Parts
#
TUE Tk Ny | REIEE TIHIEST TIHIESTIRF
Parts Shim Shim Screw yp Insert Screw Insert Spanner
Wrench
R
ERTIE N~
Insert
X TH35L SI60M3.5X8.0-05410I TT15P TT15T
SE*T13T3
X PTH35LB PSI60M035080-05410B PTT15PB PTT15TB
DSE1300S SSAM5X8.5F TH35L SI60M3.5X11.6-05410I TT15P TT15T
SE*T13T3
HOK30DSE1300S | PSSAM050085B PTH35LB PSI60M035116-05410B PTT15PB PTT15TB
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#E | Mould Industry GESAC

HEFTIHIZEL

Recommended Cutting Data

i a2 /70 (f2)
PRI Speed (mm/tooth)
BT g s P
Workpiece Material Hardness Grade 24740 (L) R (M) =8l (H)
Vc (m/min) Ligth Medium Heavy
Cutting Cutting Cutting
GA4225
G < HB180 GA4230 250 0.15 02 03
Low Carbon Steel | < GP4225 (210-350) (0.1-0.2) (0.1-0.3) (0.2-0.4)
GP2115
GA4225
GA4230 220 0.15 02 03
b -2 GP4225 (170-270) (0.1-0.2) (0.1-0.3) (0.2-0.4)
REW. A GP2115
Carbon Steel
Alloy steel o 140 0.15 02 03
22 GP4225 (100-180) 0.1-0.2) (0.1-0.3) (0.2-0.4)
GP2115
G5 180 0.15 0.2 0.3
M Stainless Steel < HB275 GM2140 (130-250) (01-0.2) (0.1-0.3) (0.2-0.4)
*fff c%;%ﬁ%f < HB350 GK4125 180 0.15 02 03
NoyCasthon | < GK2115 (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)




GESAC Mould Industry | #&E

SEESEH]
Face Milling

SN*U
EAEYI A

General Face Milling Inserts

di
o
|

R (mm) REEREE
Dimensions(mm) Coated
T8RS

Ordering Code Q ﬁ ﬁ S S S G
L D S| bs|di|R|<S || F | | |3 |||
< < o o > 7 ~ T T
(V) O (O] (G} (G O (U] O O]

SNEU1206ANEN-GL |12.7|127]6.35| 22 | 60 | 0.8 | O [} O (@] o @) [

SNEUT206ANEN-GM |12.7 127 1635| 22 | 60 | 08 | @ [ ] o) ) @) (]
SNMU1206ANEN-GM |12.7|12.7 |635| 22 | 60 | 08 | @ e} o) o) @) ©) )

SNEU1206ANSN-GH | 12.7|12.7|/6.35| 22 | 6.0 | 0.8 | O [ ]
SNMU1206ANSN-GH | 12.7|12.7|6.35| 22 | 6.0 | 0.8 | O [ J o) ©) @) O )

SNEU1206ANEN-GW | 12.7|12.7|635| 56 | 6.0 | 0.8 | O e} ) 0] @) O )

SNEU1206ENEN-GM | 12.7112.7635| 14 | 60 | 08 | O [ ) ) O [ ] @)
SNMU1206ENEN-GM | 12.7 | 12.7 |6.35| 14 | 6.0 | 0.8 [ ] ¢)

SNEU1206ZNEN-GM |12.712.7|635| 1.1 | 60 | 0.8 | © [ ] @) ) O

SNMU1206ZNEN-GM | 12.7 | 12.7 |6.35| 1.1 | 6.0 | 0.8 [ @)
SNEU120612-GM 1271127|635| -- | 60 | 12| © [ o) ¢ @) [ ] )
SNMU120612-GM | 12.7|12.7|6.35| -- | 6.0 | 1.2 [ ]

oiERETF Stock  oZEFARE Available upon Order
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¥E | Mould Industry GESAC
SN*U RFIFEEL
SN*U Series Geometry
BAEMEEETE BRI E IBRHRIETE B
Light Cutting Medium Cutting Rough Cutting VTli r
for General material for General material for General materia pe

GL

GH

GW

ARIAEDRERIT, RETR
OB, (RBHAZRAVEHINT.,
Large rake angle with
Narrow edge width.Suit for
light milling of low cutting
speed and low feed.

AEIARIT, HIER, K&
H—RIATILRSRELE
nT.

Smoothly cutting. High
stability milling can be
achieved under general
cutting conditions.

=2EEDO, MERE, X8
FRINTRIMHRER .

Strong cutting edge

for intermittent cutting
condition.

AEEMENT], REFRERE.
Wiper edge with big circle
shape to improve the quality
of finish surface.




GESAC

Mould Industry

| &RE

SEESEH]
Face Milling

MFB145

IO (T ER)
Arbor (Shim)

‘-l. r_’."hl 4_:..-'.-.;-.:.-7‘,'?

[EZ‘-E-'LJ’F'J
Coarse Pith
> (mm = N
Ordgg;%;%COde Diar%ﬁers 'I?ejﬁm Dim}Ergic()ns(r)nm) ?5’* I%Eajg? S?m%n |,-?1[;_ S%a?e S}tEoTc;k
®D | ®D1 | ddm | H W T |apmax| Insert cooling
MFB145050R03A22SN12 50 3 50 | 63.5 22 40 | 104 | 6.3 5 |SN*U1206| V N Figl | o
MFB145063R04A22SN12 63 4 63 | 76.5 22 40 | 104 | 6.3 5 |SN*U1206| V v Figl | @
MFB145080R05A27SN12 80 5 80 | 93.6 27 50 | 124 | 7.0 5 |SN*U1206| V v Figl | @
MFB145100R06B32SN12 | 100 6 | 100 [1135| 32 50 | 144 | 8.0 5 |SN*U1206| V X Fig2 | @
MFB145125R07B40SN12 | 125 7 | 125 1385 40 63 | 164 | 9.0 5 |SN*U1206| V X Fig2 | @
MFB145160R08C40SN12 | 160 8 | 160 |173.5] 40 63 | 164 | 9.0 5 |SN*U1206| V X Fig3 | o
MFB145200R10C60SN12 | 200 10 | 200 |213.5| 60 63 | 25.7 | 14 5 |SN*U1206| V X Fig3 | o
MFB145250R12C60SN12 | 250 12 | 250 | 263.5| 60 63 | 25.7 | 14 5 |SN*U1206| V X Fig3 | o
MFB145315R15D60SN12 | 315 15 | 315 | 3285 | 60 80 | 25.7 | 14 5 |SN*U1206| V X Figd | o
oITfERETF Stock  oFBTRRE Available upon Order
i
Close Pith
< (mm = N
Ord;EE:;ECode Dia%?eéters 'I?ejﬁ DimEr?s-iEJns(r?nm) E\?ﬁ %Eajgf 5731%1 IE\E]I;_ SaZTF:e S%fk
®D | ®D1 | ddm | H W T |apmax| Insert cooling
MFB145050R04A22SN12 50 4 50 | 635 | 22 40 104 | 6.3 5 |SN*U1206| v Fig1 | ©
MFB145063R05A22SN12 | 63 5 | 63 | 765 | 22 | 40 | 104 | 63 5 |SN*U1206| V v Figl | o
MFB145080R07A27SN12 | 80 7 | 80 | 936 | 27 50 | 124 | 70| 5 |[SN*U1206| V v Figl | o
MFB145100R08B32SN12 | 100 8 | 100 [113.5]| 32 50 144 | 8.0 5 |SN*U1206| X Fig2 | o
MFB145125R10B40SN12 | 125 10 | 125 |138.5| 40 63 164 | 9.0 5 |SN*U1206| X Fig2 | o
MFB145160R12C40SN12 | 160 12 | 160 |173.5| 40 63 164 | 9.0 5 |SN*U1206| X Fig3 | ©
MFB145200R14C60SN12 | 200 14 | 200 |213.5| 60 63 25.7 | 14 5 |SN*U1206| X Fig3 | o
MFB145250R16C60SN12 | 250 | 16 | 250 |263.5| 60 63 | 257 | 14 5 |SN*U1206| V X Fig3 | o
MFB145315R20D60SN12 | 315 20 | 315 |3285| 60 80 25.7 | 14 5 |SN*U1206| X Figd | O

oiTEERETF Stock oFEFRAE Available upon Order
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#E | Mould Industry

GESAC

SFESEH]
Face Milling

MFB145

3= TIER)
Arbor (Shim)

Q‘“‘ ; 4 ommmny'y

B
Extra Close Pith
- . " RY (mm) BX | mEIE - p—
RS B VAL Dimensions(mm) o= JIE - Bx | EF
Ordering Code Diameters|Teeth IR | Gauge Shim Lilic7 Shape [Stock
9 ®D | ®D1 | ddm | H W T lapmax Insert cooling P
MFB145050R05A22SN12 50 5 50 | 63.5 22 40 | 104 | 6.3 5 |[SN*U1206| v Fig1 o
MFB145063R06A22SN12 63 6 63 | 765 | 22 40 | 104 | 63| 5 |SN*U1206| v Figl | o
MFB145080R08A27SN12 80 8 80 | 936 27 50 | 124 |70 5 |SN*U1206| v Fig1 o
MFB145100R10B32SN12 100 10 | 100 |1135] 32 50 | 144 | 80 5 |[SN*U1206| V X Fig2 o
MFB145125R12B40SN12 125 12 | 125 |1385| 40 63 | 164 | 9.0 5 |[SN*U1206| X Fig2 o
MFB145160R15C40SN12 160 15 | 160 |173.5| 40 63 | 164 | 9.0 5 |[SN*U1206| X Fig3 o
MFB145200R18C60SN12 200 18 | 200 |213.5| 60 63 | 25.7 | 14 5 |[SN*U1206| X Fig3 o
MFB145250R21C60SN12 250 21 | 250 [263.5| 60 63 | 25.7 | 14 5 |[SN*U1206| X Fig3 o
MFB145315R24D60SN12 315 24 | 315 [328.,5| 60 80 | 25.7 | 14 5 |[SN*U1206| X Figd | o
oiEEEETF Stock oFEFRE Available upon Order
PALN SIS
Spare Parts
%
B A Ny | PREIEE TIHgET TIRBETIRE
Parts Shim Shim Screw yp Insert Screw Insert Spanner
Wrench
AR
Shape
BRI R
Insert
DSN1206M SSAMG6X7.5F TH40L SI60M4X15.8-07108 TT15P TT15T
SN*U1206
HOK30SSN12 PSSAMO060075B PTH40LB PSI60M040158-07108B PTT15PB PTT15TB

028



GESAC Mould Industry | #&E

SEEHH
Face Milling
MFB245 _ .
DU I ) : ~
L]
Arbor (no shim)
I
- 3 e LT .
~ 4 -_-'- J
liyeSEic]
Coarse Pith
. " R< (mm) % oS _
IJRE B8R VAL Dimensions(mm) E&Z—S eI T lj\]l?_ Br | EF
Ordering Code Diameters|Teeth IR GeLge Shim ninest Shape| Stock
®D | OD1|Pddm| H | W | T |apmax| Insert cooling
MFB245050R03A22SN12 50 3 50 [63.5| 22 | 40 | 104 | 6.3 5 SN*U1206 | x v Fig1 [}
MFB245063R04A22SN12 63 4 63 |765| 22 40 | 104 | 6.3 5 SN*U1206 X v Fig1 [ )
MFB245080R05A27SN12 80 5 80 |93.6| 27 50 | 124 |70 5 SN*U1206 X v Fig1 [ )
MFB245100R06B32SN12 100 6 100 |113.5| 32 50 | 144 | 8.0 5 SN*U1206 | x X Fig2 [}
MFB245125R07B40SN12 125 7 125 |138.5| 40 63 | 164 | 9.0 5 SN*U1206 X X Fig2 [ ]
MFB245160R08C40SN12 160 8 160 |173.5| 40 | 63 | 164 | 9.0 5 SN*U1206 | x X Fig3 [ )
MFB245200R10C60SN12 200 10 | 200 [213.5| 60 | 63 | 25.7 | 14 5 SN*U1206 | x X Fig3 [}
MFB245250R12C60SN12 250 12 | 250 |263.5| 60 63 | 257 | 14 5 SN*U1206 X X Fig3 (@)
MFB245315R15D60SN12 315 15 | 315 |328.5| 60 63 | 257 | 14 5 SN*U1206 X X Fig4 O
oiTERETF Stock  oZFEFARE Available upon Order
Bt
Close Pith
N - R (mm) = A _
IT5RE BR T Dimensions(mm) E&ZE OLECTIFr PAE: ] WI?_ B | ERF
Ordering Code Diameters| Teeth IR CELEE Shim el Shape| Stock
®D [ ®D1 |®ddm| H | W | T |apmax| Insert cooling
MFB245050R04A22SN12 50 4 50 |635| 22 |40 | 10463 5 SN*U1206 | x v Fig1 ®
MFB245063R05A22SN12 63 5 63 |765| 22 | 40 | 104 6.3 5 SN*U1206 | x v Fig1 [ )
MFB245080R07A27SN12 80 7 80 |936| 27 |50 |124 |70 5 SN*U1206 | x v Fig1 o
MFB245100R08B32SN12 100 8 100 (1135 32 | 50 | 144 | 8.0 5 SN*U1206 | x X Fig2 o
MFB245125R10B40SN12 125 10 | 125 |138.5] 40 | 63 | 164 |9.0 5 SN*U1206 | x X Fig2 o
MFB245160R12C40SN12 160 12 | 160 |173.5] 40 | 63 | 164 |9.0 5 SN*U1206 | x X Fig3 o
MFB245200R14C60SN12 200 14 | 200 |213.5| 60 | 63 |25.7 | 14 5 SN*U1206 | x X Fig3 [ )
MFB245250R16C60SN12 250 16 | 250 |263.5| 60 | 63 |25.7 | 14 5 SN*U1206 | x X Fig3 O
MFB245315R20D60SN12 315 20 | 315 (3285 60 | 63 | 257 | 14 5 SN*U1206 | x X Fig4 O

oTfERETF Stock  oZFEFARE Available upon Order
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#E | Mould Industry

GESAC

SEEHEH
Face Milling
MFB245 _
LT (AN JE) 2
. L]
Arbor (no Shim)
[]
"- ’4"\ 41:""’.:*“
TN
B
Extra Close Pith
N N RS (mm) = vy 3
RS B2 | 70 Dimensions(mm) Eij,f PRI | le_ BT | EEfF
Ordering Code Diameters| Teeth IR CELEE | G 0GR Shape|Stock
9 ®D | D1 | ®dm | H | W T |apmax| Insert cooling
MFB245050R05A22SN12 | 50 5 50 63.5 22 40 | 104 | 6.3 5 SN*U1206 | x v Fig1 o
MFB245063R06A22SN12 | 63 6 63 76.5 22 40 | 104 | 6.3 SN*U1206 | x v Fig1 o
MFB245080R08A27SN12 | 80 8 80 93.6 27 50| 124 | 70 5 SN*U1206 | x v Fig1 o
MFB245100R10B32SN12 | 100 | 10 | 100 | 113.5 32 50 | 144 | 8.0 5 SN*U1206 | x X Fig2 | @
MFB245125R12B40SN12 | 125 | 12 | 125 | 1385 40 63 | 164 | 9.0 5 SN*U1206 | x X Fig2 | @
MFB245160R15C40SN12 | 160 | 15 | 160 | 173.5 40 63 | 164 | 9.0 5 SN*U1206 | x X Fig3 | o
MFB245200R18C60SN12 | 200 | 18 | 200 | 213.5 60 63 | 25.7 | 14 5 SN*U1206 | x X Fig3 | o
MFB245250R21C60SN12 | 250 | 21 | 250 | 263.5 60 63 | 25.7 | 14 5 SN*U1206 | x X Fig3 | o
MFB245315R24D60SN12 | 315 | 24 | 315 | 328.5 60 63 | 25.7 | 14 5 SN*U1206 | x X Figd | ©
oiEEEETF Stock oFEFRTE Available upon Order
TIRECiH IR
Spare Parts
THETR T RH8ET T REETIRTF
Parts Insert Screw Insert Spanner
2N
Shape
BRI R
Insert
SI60M5X14-07010 TT20P TT20T
SN*U1206
PSI60M050140-07010B PTT20PB PTT20TB

030



GESAC Mould Industry | &EE

)
Face Milling
D . X
Arbor
A om o
¥ “ g W
= | —| =
Close Pith
N o R (mm) = A _
ﬂfﬁ% Eﬁ ‘I?Et%\ Dimensions(mm) %§ IT_EEEJS):" 7]?;» InnI:r- B | 7
Ordering Code Diameters| Teeth ™, = o0 [ odm | H | w T |apmax| Insert Shim cooling Shape|Stock
MFB275050R04A22SN12 | 50 | 4 50 55 22 |40 | 104 | 6.3 6 | SN*U1206 | x v Figl | o
MFB275063R05A22SN12 | 63 5 63 68 22 | 40| 104 | 63 6 | SN*U1206 | x v Figl | o
MFB275080R07A27SN12 | 80 7 80 85 27 50| 124 | 7.0 6 SN*U1206 | x v Figl | o
MFB275100R08B32SN12 | 100 | 8 100 | 105 32 50 | 144 | 8.0 6 SN*U1206 | x X Fig2 | o
MFB275125R10B40SN12 | 125 | 10 | 125 | 130 40 63 | 164 | 9.0 6 SN*U1206 | x X Fig2 | o
MFB275160R12C40SN12 | 160 | 12 | 160 | 165 40 63 | 164 | 9.0 6 SN*U1206 | x X Fig3 | o
MFB275200R14C60SN12 | 200 | 14 | 200 | 205 60 63 | 25.7 | 14 6 SN*U1206 | x X Fig3 | o
MFB275250R16C60SN12 | 250 | 16 | 250 | 255 60 63 | 25.7 | 14 6 SN*U1206 | x X Fig3 | o
MFB275315R20D60SN12 | 315 | 20 | 315 | 320 60 80 | 25.7 | 14 6 SN*U1206 | x X Figd | ©
o RfEEETF Stock oFETHE Available upon Order
TRECHHIZR
Spare Parts
T2 yabay: ) TIRIZETIRF
Parts Insert Screw Insert Spanner
2
Shape
BRI R
Insert
SI60M5X14-07010 TT20P TT20T
SN*U1206
PSI60M050140-07010B PTT20PB PTT20TB
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#E | Mould Industry

GESAC

SFESEH]
Face Milling

MFB288

it
Arbor
ooyrSyic)
Close Pith
N i | s RS (mm) Bk | mEDE I -
l,ﬁ‘? Eé 1’_73%11 Dimensions(mm) f;,;; Gauge 7]% Innlgr- B | B
Ordering Code Diameters| Teeth ™ " o0 [ wdm | H | W T |apmax| Insert Shim cooling Shape|Stock
MFB288050R04A22SN12 | 50 4 50 50.8 22 40 | 104 | 6.3 7 SN*U1206 | x v Fig1 [ ]
MFB288063R05A22SN12 | 63 5 63 | 63.8 22 | 40 | 104 | 6.3 7 SN*U1206 | x v Figl | @
MFB288080R07A27SN12 | 80 7 80 | 80.8 27 50 | 124 | 7.0 7 SN*U1206 | x v Figl | @
MFB288100R08B32SN12 | 100 | 8 | 100 | 100.8 | 32 50 | 144 | 8.0 7 SN*U1206 | x X Fig2 | @
MFB288125R10B40SN12 | 125 | 10 | 125 | 125.8| 40 | 63 | 164 | 9.0 7 SN*U1206 | x X Fig2 | @
MFB288160R12C40SN12 | 160 | 12 | 160 | 160.7 40 63 | 164 | 9.0 7 SN*U1206 | x X Fig3 | o
MFB288200R14C60SN12 | 200 | 14 | 200 | 200.7 60 63 | 25.7 | 14 7 SN*U1206 | x X Fig3 | o
MFB288250R16C60SN12 | 250 | 16 | 250 | 250.7 | 60 | 63 | 25.7 | 14 7 SN*U1206 | x X Fig3 | o
MFB288315R20D60SN12 | 315 | 20 | 315 | 315.7 60 80 | 25.7 | 14 7 SN*U1206 | x X Figd | O
ofTfEEETF Stock  oFETRAE Available upon Order
PALZNE SIS
Spare Parts
FHER TIR1245T TIRIZETIRE
Parts Insert Screw Insert Spanner
P2
Shape
BRI R
Insert
SI60M5X14-07010 TT20P TT20T
SN*U1206
PSI60M050140-07010B PTT20PB PTT20TB

032



GESAC Mould Industry | #&E

HEFTIHIZEL

Recommended Cutting Data

Pt /70 (f2)
IR Speedg (mm/tooth)
WINTAHE vl e
Workpiece Material Hardness Grade . B4 (L) FIEl (M) EiEI (H)
Vc (m/min) Light Medium Heavy
Cutting Cutting Cutting
GA4225
0 < HB180 GA4230 250 0.15 0.2 03
Low Carbon Steel < GP4225 (210-350) (0.1-0.2) 0.1-0.3) (0.2-0.4)
GP2115
GA4225
GA4230 220 0.15 0.2 03
HB180-280 GP4225 (170-270) (0.1-0.2) (0.1-0.3) (0.2-0.4)
WEN. 52N GP2115
Carbon Steel
Alloy Steel 222358 140 0.15 02 03
FlEE- 20 GP4225 (100-180) (0.1-0.2) (0.1-0.3) (0.2:0.4)
GP2115
BN 180 0.15 0.2 0.3
M Stainless Steel Il S (130-250) (0.1-0.2) (0.1-0.3) (0.2-0.4)
[ oo | s | Sl e o 02| 0,
Nodular Cast Iron (130-250) (0.1-0.2) (0.1-0.3) (0.2-04)

033

BulllIN d|qexepul MIHTESRD >



BulIA s|gexapu] NI TESFRRAL >

#E | Mould Industry

GESAC

al=tziAcl
Shoulder Milling

APMT

BRLBY%IIR

General Shoulder Milling Inserts

L2

1
I
I
di

R (mm) NEEESE
Dimensions(mm) Coated
RS
Ordering Code Q ﬁ g ? ?_r’ é‘ 2 @ E
L1 Lo S F1 d1 R (2§ Q g MR EEEE:
|0 | 0| |H|lo|lo|o|o
APMT1135PDER-PL |10.83|6.16 | 35 (192| 28 | 08 | @ | ® o
APMT1604PDER-PL |16.26| 9.26 | 4.76 2 46 | 08 @ | @ o
APMT1135PDER-PM [10.83|6.16 | 35 |192| 28 | 08 | @ | @ e o o
APMT1604PDER-PM [16.26| 9.26 | 4.76 2 46 | 08 @ | @ o O
APMT113504R-PM  [10.83|6.16 | 35 |192| 28 | 04 | O | @
APMT160416R-PM 16.26| 9.26 | 4.76 2 46 | 16 | O | @
APMT113508-GM 1083|6.16| 35 |192| 28 | 08 | O | @
APMT160410-GM 16.26| 9.26 | 4.76 2 46 | 10 | 0 | @
APMT1135PDER-PR |10.83|6.16 | 3.5 | 187 | 28 | 08 | @ | @ ([ ]
APMT1604PDER-PR |16.26|9.26 | 476 | 22 | 46 | 08 | ®@ | ® ([ ]

034

ofTEEETF Stock  oFETRIE Available upon Order



GESAC

Mould Industry | ##E

APMT Z5IrEEY
APMT Series Geometry

BRI
Light Cutting for General Material

BRI

Medium Cutting for General Material

BRAHIEH]

Heavy Cutting for General Material

PL PM/GM PR
RIIRIBEARIEEATIA, T
</ = —RR DR FCREiREINT 7 A
. 3%1539}5%”1&5 . High stability cutting in general NIEEEL, EEENT .
Light cutting with low force to achieve condition More stronger edge for rough cutting

excellent performance
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¥E | Mould Industry GESAC

al=tziAcl
Shoulder Milling

Gdm
L] W
M EA1 90 - || - o W‘L‘[
N 71 7; ’]
104 = -
Arbor GE
aDh1 o0
Fig1 Fig3
R (mm) = Y _
Jfﬁ% .E@ VAL Dimensions(mm) E’?g EGEEJSJ: Ir?\leqr— B | EE
Ordering Code Diameters| Teeth D1 odm H w T | apmax Insert  |cooling Shape |Stock

MEA190040R05A16AP11 40 5 40 16 40 | 104 | 63 09 APMT1135 x Fig1 ®

MEA190050R06A22AP11 50 6 50 22 50 | 104 | 63 09 APMT1135 x Fig1 (]

MEA190050R04A22AP16 50 4 50 22 50 | 104 | 63 14 APMT1604 x Fig1 ®

MEA190063R05A22AP16 63 5 63 22 50 | 104 | 63 14 APMT1604 x Fig1 ®

MEA190080R06A27AP16 80 6 80 27 50 | 124 7 14 APMT1604 x Fig1 ®

MEA190100R07B32AP16 100 7 100 32 63 | 144 8 14 APMT1604 x Fig1 (]

MEA190125R08B40AP16 125 8 125 40 63 | 164 9 14 APMT1604 x Fig2 | ©

MEA190160R10C40AP16 160 10 160 40 63 | 25.7 | 14 14 APMT1604 x Fig3 | o

MEA190200R12C60AP16 200 12 200 60 63 | 25.7 | 14 14 APMT1604 x Fig3 | ©

MEA190250R14C60AP16 250 14 250 60 63 | 25.7 | 14 14 APMT1604 x Fig3 | o

ofTfEEETF Stock  oFETRAE Available upon Order

036



GESAC Mould Industry | #&E

VL=l
Shoulder Milling

MEA190 £ 8

QD1
Ddm

1
=t : S|
I ET R . L
Shank con
£ °
788 BE | M R (mm) g | TEOE | AR | mn | e
Ordering Code Diameters| Teeth IR G lilaerr Shape | Stock
9 ®D1 | ®dm L L1 |apmax| Insert |cooling
MEA190016R02P16AP11 16 2 16 16 120 40 9 APMT1135 x Fig )
MEA190016R02P16AP11L 16 2 16 16 170 40 9 APMT1135 x Figd )
MEA190020R02P20AP11 20 2 20 20 120 50 9 APMT1135 x Fig4 ®
MEA190020R03P20AP11 20 3 20 20 120 50 9 APMT1135 x Figd )
MEA190025R03P25AP11 25 3 25 25 160 50 9 APMT1135 x Fig )
MEA190025R04P25AP11 25 4 25 25 160 50 9 APMT1135 x Fig4 )
MEA190025R02P25AP16 25 2 25 25 160 50 14 APMT1604 x Fig )
MEA190032R04P32AP11 32 4 32 32 160 80 9 APMT1135 x Figd )
MEA190032R03P32AP16 32 3 32 32 160 80 14 APMT1604 x Fig )

oiAERETF Stock oFEFRIE Available upon Order

TIRECIHFIER

Spare Parts

THER T R42ET T RIZETIRF
Parts Insert Screw Insert Spanner
R
Shape
ER7IR
Insert
SI60M2.5X6.5-03509I TTO7P TTO7T
APMT1135
PSI60M025065-035091S PTTO7PQ PTTO7TQ
SI60M4X8.9-05313I TT15P TT15T
APMT1604
PSI60M040089-05313IS PTT15PQ PTT15TQ

037
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#E | Mould Industry

GESAC

HEFTIHIZEL

Recommended Cutting Data

#HE /70 (f2)

UIELEE mm/tooth
RN MREE | e Cutting - v -
Workpiece Material e, Grade Speed B (L) A (M) ELH (H)
Hardness Light Cutting | Medium Cutting | Heavy Cutting
Vc (m/min) PL PM/GM PR
o GA4225
Lo%/)v\ é?rbon < HB180 GA4230 180 0.1 0.15 0.2
- GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Steel
GP2115
~ GA4225
Laih GEL HB180.350 | GA4230 150 0.1 0.15 02
Allo Steell GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
y GP2115
GA4225
FRREN HRC35-45 GA4230 150 0.1 0.15 0.2
Per-hardened Steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
EEN ({??W‘ 5
EGIAR) GA4225
h 140 0.12 0.15 0.2
Stainless < HB270 GA4230
el (e GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
Martensite)
AEEN
(BREGIR, WH) GA4225
. 120 0.12 0.15 0.2
Stainless Steel < HB270 GA4230
(Austenite, GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
Diphasic)
IREEER < HB280 GK4125 180 0.1 0.15 0.2
Grey Cast Iron - GK2115 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
m BREBTHTL. IRSEEEEL
Nodular Cast Iron < HB350 GK4125 120 0.1 0.15 0.2
Vermicular Cast - GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Iron
EEKEN HRC48-55 GH4125 80 0.08 0.10 0.12
Quenching Steel GH4115 (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)

038



GESAC

Mould Industry | 1&E

ali=tz=l
Shoulder Milling
R S
APKT ‘
TR TI S U H @ |
Single-side Helical Edge Shoulder Milling Inserts T i
L1
R (mm) NEEESE
Dimensions(mm) Coated
T8RS o v [
Ordering code Q ﬁ ﬁ 23|82 a2
L1 L2 S F1 di R I3 F 9 g MIERIEEE:
|0 |0 |0 | G5|lo|lo|bB|0O
APKT113504R-GL 1131 7 35 2 3211 04 | @ | @ [
APKT113508R-GL 1131 7 35 2 32108 | @ | @ ® | O | O
APKT113504R-GM 1131 7 35 2 3211 04 | @ | @ | O | O | ®@| ® | ®@ | O
APKT113508R-GM 1131 7 35 2 3211 08 | @ | @l O | O | ®@ | ®@ | ®@ | O
APKT113532R-GM  |10.16| 7 3441 36 |321| 32 o | @e|O|O|O|O]O|O
APKT160408R-GM 1696 94 | 52 257|421 08 | e | @ | O | O | ®© | ®@ | ®@ | O
APKT160412R-GM 16.96| 94 | 52 | 257|421 ] 1.2 | ®@, Ol Oo0|O0O|O]|] O] O
APKT160416R-GM  |1696| 94 | 52 (257 (421 |16 | 0o | O | O | O|O| O] O] O
APKT160432R-GM 15 94 | 52 | 257|421 32 | ®@, Ol Oo0|O0O|O] O] O
APKT113516R-GH 1131 7 35 2 321116 | 0o | @ | O | O ® | OO
APKT160416R-GH 1696 94 | 52 | 257|421 |16 | O | ®@ | O | O ® O | O

oIRAERERF Stock  oFEFRE Available upon Order

039
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#®E | Mould Industry

GESAC

APKT ZFIEEY
APKT Series Geometry

BARIEEIIE]
Light Cutting for General Material

AR EE]

Medium Cutting for General Material

BRRIETH]
Heavy Cutting for General Material

GL GM GH
(LTI AR TS, e e
BB TR Lt FLlARre il T TDEEER, EAENT

Light cutting with low force to achieve
excellent performance

High stability cutting in general
condition

More stronger edge for rough cutting




GESAC Mould Industry | #&E

V)=l
Shoulder Milling

MEB190 ®- I

-

T -7 il mil
Ot i ] -
Arbor OF ok ]
a1 - o T
D1
Fig1 Fig2 Fig3
) RS (mm) = VY _
iTRE BR | 0¥ Dimensions(mm) f;j;; IT_EEE'ZJJ:'_ Ir?\leqr— B | EF
Ordering Code Diameters| Teeth ®D1 ®dm H W T apnl'\ax Insegrt cooling Shape|Stock
MEB190040R05A16AP11 40 5 40 16 40 | 84 | 56 09 APKT1135 x Figl | @
MEB190050R07A22AP11 50 7 50 22 40 | 104 | 63 09 APKT1135 v Figl | @

MEB190125R11B40AP11 125 11 125 40 50 | 164 9 09 APKT1135 v Figl | ©

MEB190050R04A22AP16 50 4 50 22 40 | 104 | 6.3 14 APKT1604 v Figl | @

MEB190063R05A22AP16 63 5 63 22 40 | 104 | 63 14 APKT1604 v Figl | @

MEB190080R07A27AP16 80 7 80 27 50 | 124 7 14 APKT1604 v Figl | @

MEB190100R08A32AP16 100 8 100 32 63 | 144 8 14 APKT1604 v Figl | @

MEB190125R09B40AP16 125 9 125 10 63 | 164 | 9 14 APKT1604 x Fig2 | @

MEB190160R10C40AP16 160 10 160 10 63 | 164 9 14 APKT1604 x Fig3 | o

MEB190200R12C60AP16 200 12 200 60 63 | 257 | 13 14 APKT1604 x Fig3 | o

oiEERETF Stock oFEFRIE Available upon Order

041
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¥E | Mould Industry GESAC

L=zl
Shoulder Milling

MEB190 E——eg:
= L s
MIE=C .
Welden -
Fig4
R (mm) = s _
15 B I8 Dimensions(mm) Eij-—g DLEET)F m'q_ B | EF
Ordering Code Diameters| Teeth R Cengs | [msr Shape | Stock
®D1 | ®dm L L1 apmax | Insert |cooling
MEB190016R02W16AP11 16 2 16 16 130 25 9 APKT1135 x Fig4 [ ]
MEB190020R02W20AP11 20 2 20 20 130 25 9 APKT1135 x Fig4 [
MEB190020R03W20AP11 20 3 20 20 130 25 9 APKT1135 v Fig4 )
MEB190025R03W25AP11 25 3 25 25 130 30 9 APKT1135 v Fig4 o
MEB190025R02W25AP16 25 2 25 25 130 45 14 APKT1604 v Fig4 ]
MEB190032R04W32AP11 32 4 32 32 130 45 9 APKT1135 v Fig4 [ )
MEB190032R03W32AP16 32 3 32 32 130 45 14 APKT1604 v Fig4 )
MEB190032R03W32AP16L 32 3 32 32 200 54 14 | APKT1604 v Figd | @

oiEERETF Stock oFETRIE Available upon Order
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GESAC

Mould Industry | 1#EE

VL=t 0zl
Shoulder Milling

MHB190
EKBETIE

Helical Shoulder Milling

Adm

MIE=L -
Welden
3
j=1)
é 5
91
Figs
R 5 R (mm) = A _
HS BE T Dimensions(mm) E?; %ﬂ;ﬂgf Irle?;:r- Br | EF
Ordering Code Diameters Teeth ®D1 | ®ddm L L1 apmax Insert cooling ST | Sie
MHB190032R02W32AP11 32 2/8 32 32 130 65 39.9 APKT1135 v Fig5 [ )
9
MHB190040R03W32AP11 40 3/12 40 32 130 66 39.9 APKT1135 v Fig5 [ )

oIRAERETF Stock  oFEFRE Available upon Order
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#E | Mould Industry

GESAC

L=zl
Shoulder Milling

Adm
MHB190 .
: [ |
NP4 |
ES ST i
Helical Shoulder Milling g/ | =
j=
<
O o
Arbor oD
Figé
R~ (mm) = oA
THES B I Dimensions(mm) HiZS Pwe/1A Ijg'?_ B | EF
Ordering Code Diameters| Teeth IR Gl el Shape |Stock
9 ®D1 | ®dm | H W T | apmax Insert  |cooling P
MHB190050R04A22AP11 50 4/16 50 22 70 | 104 | 6.3 39.9 APKT1135 X Fig6 [
MHB190063R05A27AP11 63 5/20 63 27 70 | 124 | 6.3 39.9 APKT1135 v Figb [
MHB190050R03A22AP16 50 3/9 50 22 70 | 104 | 6.3 43 APKT1604 v Fig6 )
MHB190063R04A27AP16 63 4/16 63 27 85 | 124 | 6.3 57 APKT1604 v Figb )
MHB190080R05A32AP16 80 5/20 80 32 85 | 144 7 57 APKT1604 v Fig6 )
oI Stock oFEFARE Available upon Order
PALYNEVERIIES
Spare Parts
BHER TIi8ET TIRIZETIRF
Parts Insert Screw Insert Spanner
AR
Shape
ERDR
Insert
SI60M2.5X6.5-03509 TTO9P X
APKT1135
PSI60M025065-03509IS PTTO9PQ X
SI60M3.5X8-05314 TT15P TT15T
APKT1604
PSI60M035080-05314S PTT15PQ PTT15TQ

044



GESAC

Mould Industry | 1&E

HEFTIHIZEL

Recommended Cutting Data

#45 /7 (f2)

IHERREE mm/tooth
. PRI - i /
HWONT A% : &S g \, | =
Workpiece Material gzl Grade Speed B4 (L) “IE) (M) EH (H)
Hardness Light Cutting | Medium Cutting | Heavy Cutting
Vc (m/min) GL GM GH
GA4225
L < HB180 GA4230 180 0.1 0.15 0.2
Low Carbon Steel - GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
iR, a2 GA4225
Carbon Steel, HB180- GA4230 150 0.1 0.15 0.2
Alloy Steel 350 GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP2115
TREE HRC35.45 | ongas 150 0.1 0.15 02
Per-hardened Steel (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
GP4225
TEW (BRE D
GA4225
M EGH) LR | e 140 0.12 0.15 02
Stainless Steel GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
(Ferrite, Martensite)
R cHeoso | pasae 180 0.1 0.15 02
Grey Cast Iron - GK2115 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
m IREBIHHK, IRBHHR
Nodular Castlron | _ oaco | crqoan 120 01 015 02
Vermicular Cast - GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Iron
KN HRC48-55 GH4125 80 0.08 0.10 0.12
Quenching Steel GH4115 (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)

045
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#E | Mould Industry

GESAC

B HEH
Shoulder Milling

ANKX

XWE4T T 5B 5T A

Double-side 4 Edges Shoulder Milling Inserts

L1
L
1
di
Nt T
—F—

L2

R (mm) EERESE
Dimensions(mm) Coated
1T55 o v | v
Ordering Code Q E ﬁ 23|82 |a |
L1 L2 S di R I | 3|59 g MIERIEEE:
() (O] (O] (O] [G) O (O] O (O]
ANKX120704R-GL 12 10 8 4.6 04 e o o |l @& | @
ANKX160708R-GL 16 1.2 7.9 5.2 0.8 [ ) oO|l e | e
ANKX120708R- GM 12 10 8 4.6 0.8 ® O O OO |  ®| ® | O
ANKX160708R-GM 16 11.2 7.9 5.2 0.8 e o e | ©
ANKX160716R- GM 16 11.2 7.9 5.2 1.6 e o e o
ANKX160716R-GH 16 11.2 7.9 5.2 1.6 ® | @ | O o ® O O

046

o TEEEETF Stock oFEFRIE Available upon Order



GESAC

Mould Industry | 1#EE

ANKX RFI&EY
ANKX Series Geometry

BRI IE]
Light Cutting for General Material

BRI

Medium Cutting for General Material

BRAHIELIHE]

Heavy Cutting for General Material

GL

GM

GH

RIIRIBEAIRIE SR,
RISEIFAIINTIRE
Light cutting with low force to achieve
excellent performance

—RTR FEIERERINT
High stability cutting in general
condition

7I7eEEY, EEHEmT

More stronger edge for rough cutting




BulIA s|gexapu] NI TESFRRAL >

#E | Mould Industry

GESAC

al=kzAcl
Shoulder Milling

MEC190

- - ! o o
- v e
bt - T ] <] 1| -] 1 ]
Arbor ©f _ S E|= gl
o - on
Fig1 Fig2 Fig3
5 (mm = A
Ordgg%z;%ode Dia%jeéters Eﬁ Dim}gr?sriéns(r)nm) fﬁﬁ [%E?a)j Irﬁé\r— SaZTF:e S%fk
®D1 | d®dm | H W T | apmax Insert  |cooling
MEC190050R04A22AN12 50 4 50 22 40 | 104 | 6.3 09 | ANKX1207 x Fig1 o
MEC190063R05A22AN12 63 5 63 22 40 | 104 | 6.3 09 | ANKX1207 v Fig1 ()
MEC190050R04A22AN16 50 4 50 22 40 | 104 | 6.3 14 | ANKX1607 v Fig1 [
MEC190063R05A22AN16 63 5 63 22 40 | 104 | 6.3 14 | ANKX1607 v Fig1 ®
MEC190080R05A27AN16 80 5 80 27 50 | 124 | 7 14 | ANKX1607 v Fig1 ()
MEC190080R06A27AN16 80 6 80 27 50 | 124 | 7 14 | ANKX1607 v Fig1 [ )
MEC190100R07B32AN16 100 7 100 32 50 | 144 | 8 14 | ANKX1607 v Fig2 | @
MEC190100R08A32AN16 100 8 100 32 50 | 144 | 8 14 | ANKX1607 v Fig1 ()
MEC190125R10B40AN16 125 10 | 125 40 63 | 164 | 9 14 | ANKX1607 v Fig2 | @
MEC190160R12C40AN16 160 12 | 160 60 63 | 164 | 9 14 | ANKX1607 x Fig3 | o
MEC190200R14C60AN16 200 14 | 200 60 63 | 257 | 14 14 | ANKX1607 X Fig3 | o

048

otRERERE Stock  oFEFRE Available upon Order



GESAC Mould Industry | #&E

V)=l
Shoulder Milling

MEC190 [ ==
N ®
ME - o
Welden . - ]
Fig4
. y N RY (mm) = 1S _
RS BZ 7% Dimensions(mm) f;j;é IT_EEEJSE |rl]j;]1':r_ EBr | EfF
e Dliasiiass) Tesily @D ®dm L L1 apr;'nax Insert |cooling eS| SEE S
MEC190032R02W32AN12 32 2 32 32 130 40 9 ANKX1207 x Fig4 (]
MEC190040R03W32AN12 40 3 40 32 130 40 9 ANKX1207 | Fig4 O
MEC190032R02W32AN16 32 2 32 32 130 40 14 | ANKX1607 x Fig4 ([
MEC190032R02W32AN16L 32 2 32 32 200 50 14 | ANKX1607 x Fig4 (]
MEC190032R03W32AN16 32 3 32 32 130 40 14 | ANKX1607 x Fig4 (]
MEC190032R03W32AN16L 32 g 32 32 200 50 14 | ANKX1607 x Fig4 )
MEC190040R03W32AN16 40 3 40 32 130 50 14 |ANKX1607 | Fig4 )

oiEEEETF Stock oFEFRIE Available upon Order

049
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#E | Mould Industry

GESAC

L=zl
Shoulder Milling

MHC190
ERBETIA

Helical Shoulder Milling

MIE=
Welden

Ddm

Fig5
. . R (mm) = oS _
TS BR T Dimensions(mm) ?;;% IT_EEES? Irlﬂle?r- BT | EF
Ordering Code Diameters | Teeth ®D1 | ®dm L L1 | apmax Insert cooling Shape | Stock
MHC190040R02W32AN12 40 2/8 40 32 130 | 66 43 ANKX1207 v Fig5 ®
oiEEEETF Stock oFEFRIE Available upon Order
DTG
=
Arbor
Figé
. R~ (mm) = >y B
ITRS BR VAL Dimensions(mm) E‘?;F EGEEE):‘ InnI:r— B | EE
Ordering Code Diameters| Teeth oD1 | ®dm | H W T apn,ﬁax Insegrt cooling Shape |Stock
MHC190050R03A22AN12 50 3/12 | 50 22 70 | 104 | 6.3 43 | ANKX1207 v Figb | @
MHC190063R04A27AN12 63 4/16 | 63 27 70 | 124 | 6.3 43 | ANKX1207 v Figb | @
MHC190050R03A22AN16 50 3/9 50 22 70 | 104 | 6.3 57 | ANKX1607 v Figb | @
MHC190063R04A27AN16 63 4/12 | 63 27 85 | 124 | 63 57 | ANKX1607 v Figb | @
MHC190080R05A32AN16 80 5/15 | 80 32 85 | 144 | 7 57 | ANKX1607 v Figb | @

050

oiTERETF Stock  oFEFARE Available upon Order



GESAC Mould Industry | #&E

PN THERTIES

Spare Parts

FHEMR TIR18ET VALY A ES
Parts Insert Screw Insert Spanner
HiZN
Shape
ER7IR
Insert
SI60M3.5X12-05314 TT15P x
ANKX1207
PSI60M035120-05314S PTT15PQ x
SI60M4.5X10-06412 TT20P TT20T
ANKX1607
PSI60M045100-06412S PTT20PQ PTT20TQ

HEFIHISEL

Recommended Cutting Data

s HE /7 (fz)
DI mm/tooth
WA PRER | e Cutting " - -
Workpiece Material S C= Speed BIE (L) FEIEl (M) EviEING))
Hardness Light Cutting | Medium Cutting | Heavy Cutting
Vc (m/min) GL GM GH
GA4225
% 4w chpigo | GA4230 180 0.1 0.15 0.2
Low Carbon Steel | = GP4225 |  (150-220) (0.05-0.15) 0.1-0.2) (0.1-0.25)
GP2115
e GA4225
?ﬁfg n:'s%g HB180- | GA4230 150 0.1 0.15 0.2
pon teel 350 GP4225 |  (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
y GP2115
GA4225
THER HRC35.45 | GA4230 150 0.1 0.15 0.2
Per-hardened Steel GP4225 |  (120-200) (0.05-0.15) 0.1-0.2) (0.1-0.25)
GP2115
EEM (BREA. BER)
( 140 0.12 0.15 0.2
Stainless Steel < HB270 | GM2140
M Mo (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
. Z{;?;'il@ .
(BRERAR. SE) 140 0.12 0.15 0.2
Stainless Steel <HB270 | GM2140 | 4144 160) (0.1-0.2) (0.1-02) (0.1-03)
(Austenite, Diphasic)
B <hpogo | GK4125 180 0.1 0.15 0.2
Grey Cast Iron < GK2115 |  (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
m yEat 1= R
iﬁtﬁfi Cﬂi’ﬁgﬁf’? <HB350 | G192 (1 Nt 80) © 050 5) (02'-105 2) © 19'0225)
Vermicular Cast Iron ’ ’ o o
BRI HRC4g.55 | GHATTS 80 0.08 0.10 0.12
Quenching Steel GH4125 |  (60-120) (0.05-0.15) (0.08-0.15) (0.08-0.20)

051
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#E | Mould Industry

GESAC

B HEH
Shoulder Milling

WNGU

XWE7NTI 5 EHT]

Double side 6 Cutting Edges Shoulder Milling Inserts

RS (mm) NEERSE
Dimensions(mm) Coated
RS
Ordering Code RIS | Q| S|Q|w|&|2
LoV I VN oV el I I e
Pld s TR I3 IZ (8|31 1¢8|3|3
Ol |0 |0 |G|lo|lo|6| 0o
WNGU040304-GM 6.7 3.25 33 3.96 04 e o | @ e
WNGU040308-GM 6.7 3.25 33 3.96 0.8 o | O o |l @® | e
WNGU080608-GM 1248 | 4.6 6.45 7.9 0.8 o | O ® O | e | e
WNGU080608-GH 1248 | 4.6 6.45 7.9 0.8 ® | ®@ | O | O [ I

052

oI REREF Stock  oFETRE Available upon Order



GESAC

Mould Industry | 1#EE

WNGU #5IEEY
WNGU Series Geometry

B ERIE]

Medium Cutting for General Material

BRAHELIHE
Heavy Cutting for General Material

—RIDR T EERELEINT
High stability cutting in general condition

T7EEEF, ESHEINT

More stronger edge for rough cutting
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#E | Mould Industry

GESAC

al=kzAcl
Shoulder Milling

MEE190

N S 1
(L
Arbor )
D1
Fig3
R (mm) = vy
ITRS BR | I Dimensions(mm) Ei?—c DLECTI A Pi:v_ B | EE
Ordering Code Diameters| Teeth IR Gauge Inner Shape |Stock
9 ®D1 | ®dm | H | W | T |apmax| Insert |cooling| >"2P
MEE190050R04A22WNO08 50 4 50 22 40 | 104 | 6.3 7.5 | WNGUO0806 X Fig1 [ ]
MEE190050R05A22WNO08 50 5 50 22 40 | 104 | 6.3 7.5 WNGU0806 v Fig1 [ )
MEE190063R06A22WNO08 63 6 63 22 40 | 104 | 6.3 7.5 | WNGUO0806 X Fig1 [}
MEE190080R07A27WNO08 80 7 80 27 50 | 124 7 7.5 WNGUO0806 X Fig1 [
MEE190100R08B32WNO08 100 8 100 32 50 | 144 8 7.5 WNGUO0806 X Fig2 [ ]
MEE190125R11B40WNO08 125 11 125 40 63 16.4 9 7.5 WNGUO0806 X Fig2 [ ]
MEE190160R12C40WNO08 160 12 160 40 63 16.4 9 7.5 WNGUO0806 X Fig3 [ ]
MEE190200R16C60WNO08 200 16 200 60 63 | 25.7 | 14 7.5 | WNGUO0806 X Fig3 [}

054

o#EEEETF Stock  oFETHIE Available upon Order



GESAC Mould Industry | #&E

V)=l
Shoulder Milling

MEE190 e —

Odm

D1

BiR T |
Shank ’ Fig
. N R (mm) = b _
THES B T Dimensions(mm) %ﬁﬁ IT_?E[E? |rlﬁlevr_ B | EF
e Bleiicsdy) ezl g, ®dm L L1 | apmax Insert cooling SR S
MEE190020R03P20WNO04 20 3 20 20 150 30 4 WNGUO0403 v Fig4 o
MEE190025R04P25WN04 25 4 25 25 170 30 4 WNGUO0403 v Fig4 ®
MEE190032R05P32WN04 32 5 32 32 195 30 4 WNGUO0403 v Fig4 o
MEE190035R05P32WN04 35 5 35 32 195 30 4 WNGUO0403 v Fig4 ®
MEE190040R06P32WNO04 40 6 40 32 195 30 4 WNGUO0403 v Fig4 o
MEE190040R03P32WNO08 40 3 40 32 160 60 7.5 WNGUO0806 X Fig4 )

oiEEETF Stock oFEFRIE Available upon Order

055
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#E | Mould Industry

GESAC

TIVRECIH SRR

Spare Parts

BulIA s|gexapu] NI TESFRRAL >

FHEFR TIRHZET T RAZETIRF
Parts Insert Screw Insert Spanner
FiZIN
Shape
BRI R
Insert
SI60M2.5X6.5-03610I TTO8P X
WNGU0403
PSI60M025065-036101B PTTO8PB X
SI60M4.0X11-05510I TT15P TT15T
WNGU0806
PSI60M040100-055101B PTT15PB PTT15TB
IS
Recommended Cutting Data
o e /7] (f2)
I
. PRI = Tty U et
Worlfﬁ?gcle?/l*;erial falclic) éije Sl:’eg‘dg REEL (M) EIH (H)
P Hardness Medium Cutting Heavy Cutting
Vc (m/min) GM GH
GA4225
LY < HB180 GA4230 180 0.15 0.2
Low Carbon Steel - GP4225 (150-220) (0.1-0.2) (0.1-0.25)
GP2115
GA4225
gfi@bﬁ%ﬁ? HB180- GA4230 150 0.15 0.2
n Allo Steell 350 GP4225 (120-200) (0.1-0.2) (0.1-0.25)
y GP2115
GA4225
TRz HRC35-45 GA4230 150 0.15 0.2
Per-hardened Steel GP4225 (120-200) (0.1-0.2) (0.1-0.25)
GP2115
TEN  (BER. D) GA4225 140 015 02
Stainless Steel < HB270 GA4230 (100-160) © 1.0 2) © 1-0 3)
M (Ferrite, Martensite) GM2140 o o
N
(BAEEE, W) chBz0 | ondee 140 0.15 02
Stainless Steel - GM2140 (100-160) (0.1-0.2) (0.1-0.3)
(Austenite, Diphasic)
B cHB280 | aKe1Ds kil e O
Grey Cast Iron GK2115 (150-220) (0.1-0.2) (0.1-0.25)
m IKEGHH. IREHH GA4230
120 0.15 0.2
Nodular Cast Iron < HB350 GK4125
Vermicular Cast Iron GK2115 (100-180) (0.1-0.2) (0.1-0.25)
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GESAC

Mould Industry | 1#EE

VL=t 0zl
Shoulder Milling

L1

SDKT ——
BENIEBYI R ST s
Single Side Four EdgesShoulder Milling Inserts =
R
R (mm) NSRS
Dimensions(mm) Coated
TS
Ordering Code QI Q|2 | Q|0 &2
|- DS e = | =
L1 L2 S F1 d1 R ISR g MR RE:
0|0 |0 |0 |F |0 |lo|lo|0
SDKT14T3PEER-GL 13.92113.92| 396 | 25 | 41 08 | e @/ O | @ @ | ® | O
SDKT14T3PEER-GM |1392]1392{39% | 25 | 41 |08 | @ | @ | O | ®© | ® | © @
SDKT14T3PEER-GH [13.92|13.92| 3.96 | 2.5 | 4.1 08 | @ | @l 0ol O0|O|O]|O

oiRAEEEFF Stock  oFETRE Available upon Order




#®E | Mould Industry

GESAC

SDKT FRFIgEY
SDKT Series Geometry

ekl p ezl
Light Cutting for General Material

BARRIE]

Medium Cutting for General Material

BRI A
Heavy Cutting for General Material

ELIEIBE AR HETA,
SRISEFRIINTRE
Light cutting with low force to achieve
excellent performance

—RITR FEIERERINT
High stability cutting in general
condition

TGRSR, EEEMT
More stronger edge for rough cutting




GESAC Mould Industry | #&E

VEl=p7zl]
Shoulder Milling

MES190

DTG ;
Arbor o‘_[
on
Fig3
RS (mm) = A _
THS B T Dimensions(mm) ?}?ﬁ %23335 Irlﬁleqr— Ex | EF
Ordering Code Diameters| Teeth ®D1 | ®dm H W T | apmax Insert  |cooling Shape |Stock

MES190050R04A225D14 50 04 50 22 40 | 104 | 63 10 SDKT14 v Fig1 [ ]

MES190050R05A22SD14 50 05 50 22 40 | 104 | 63 10 SDKT14 v Fig1 °

MES190063R05A22SD14 63 05 63 22 40 | 104 | 63 10 SDKT14 v Figl | @

MES190063R06A22SD14 63 06 63 22 40 | 104 | 63 10 SDKT14 v Figl | @

MES190080R06A27SD14 80 06 80 27 50 | 124 7 10 SDKT14 v Fig1 [ ]

MES190100R07B32SD14 100 07 100 32 50 | 144 8 10 SDKT14 x Fig2 | @

MES190100R08B32SD14 100 08 100 32 50 | 144 8 10 SDKT14 x Fig2 | @

MES190125R08B40SD14 125 08 125 40 63 | 164 | 9 10 SDKT14 x Fig3 | @

MES190125R10B40SD14 125 10 125 40 63 | 164 9 10 SDKT14 x Fig3 | @

MES190160R08C40SD14 160 08 160 40 63 | 164 9 10 SDKT14 x Fig3 | o

MES190160R12C40SD14 160 12 160 40 63 | 164 9 10 SDKT14 x Fig3 | @

MES190200R10C60SD14 200 10 200 60 63 | 25.7 | 14 10 SDKT14 x Fig3 | o

MES190200R16C60SD14 200 16 200 60 63 | 25.7 | 14 10 SDKT14 x Fig3 | @

MES190250R12C60SD14 250 12 250 60 63 | 25.7 | 14 10 SDKT14 x Fig3 | o

MES190250R18C60SD14 250 18 250 60 63 | 25.7 | 14 10 SDKT14 x Fig3 | o

MES190315R15D60SD14 315 15 315 60 80 | 25.7 | 14 10 SDKT14 x Fig3 | o

MES190315R24D60SD14 315 24 315 60 80 | 25.7 | 14 10 SDKT14 x Fig3 | o

oiEERETF Stock oFEFRIE Available upon Order
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#E | Mould Industry GESAC

Yl =57zl
Shoulder Milling
T }
MES190 g | A
. ] &, L i
R -
Shank {x\ 7777777 — ;
S =i S
| ) I
oIy L
Fig5
R~ (mm) = N B
s BF 7% Dimensions(mm) Hij,s Pk < | BrR | EE
Ordering Code Diameters | Teeth R Gl Irinzty Shape | Stock
9 OD1 | ®dm | L | L1 |apmax| Insert |cooling P
MES190040R03P20SD14 40 03 40 20 120 | 40 10 SDKT14 v Fig4 o
MES190040R03W32SD14 40 03 40 32 170 | 40 10 SDKT14 v Fig5 o
MES190040R04W32SD14 40 04 40 32 120 40 10 SDKT14 v Fig5 @)
MES190050R04W32SD14 50 04 50 32 120 50 10 SDKT14 v Fig5 o
MES190050R05W32SD14 50 05 50 32 160 50 10 SDKT14 v Fig5 e)

oiRAERETF Stock oFEFRAE Available upon Order




GESAC

Mould Industry

| &RE

TIRECIHFIER

Spare Parts

BHETR ya)ay:sa) T RH2ETIRF
Parts Insert Screw Insert Spanner
AR
Shape
BRI R
Insert
SI60M3.5X10-05018lI TT15P TT15T
SDKT14*
PSI60M035100-05018IS PTT15PB PTT15TB
——t— N *
HEFTIHISEN
Recommended Cutting Data
o Ba /7 (fz)
AT mm/tooth
BLTAHEL MEEE | jpe | Cutting ” ” -
Workpiece Material Material | o e Speed BE (L) iJEl (M) EiEl (H)
P Hardness Light Cutting | Medium Cutting | Heavy Cutting
Vc (m/min) PL PM PR
" CHBI80 | oagos 180 0.1 0.15 02
Low Carbon Steel - GP4225 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
B, AN Hp1go- | GA4225 150 0.1 0.15 0.2
Carbon Steel, GA4230 ) i ’
n Alloy Steel 350 GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
TR HRC35.45 | CAdoz 150 0.1 0.15 0.2
Per-hardened Steel GP4225 (120-200) (0.05-0.15) (0.1-0.2) (0.1-0.25)
TR (SRR, DEAF) GA4225
: 140 0.12 0.15 0.2
Stainless Steel <HB270 | GA4230
(Ferrite, Martensite) GM2140 (lel-Tet) -0y (- L8
M EE
(BREGfE. ) CHB2T0 | ondoso 120 0.12 0.15 02
Stainless Steel - GM2140 (100-160) (0.1-0.2) (0.1-0.2) (0.1-0.3)
(Austenite, Diphasic)
TREEEE <HB280 | eRaan 180 0.1 0.15 02
Grey Cast Iron - GK2115 (150-220) (0.05-0.15) (0.1-0.2) (0.1-0.25)
DREREREL. IRERERHX GA4230
120 0.1 0.15 0.2
Nodular Cast Iron < HB350 | GK4125
Vermicular Cast Iron GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
FEKER 80 0.08 0.10 0.12
Quenching Steel AIRGERE | @il | ey (0.05-0.15) (0.08-0.15) (0.08-0.20)

061
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#E | Mould Industry GESAC

VapiZzzl
Profile Milling
S e
Vatizza= 1Ry
Profile Milling Inserts
RS (mm) HEERESE
Dimensions(mm) Coated
T5E o wn n
Ordering Code ﬁ E Q L) 3 = ) < =L
S IR R R - - - U S S R
O |0 |6 |l | 5|0 |0 |0 |0
QTD1203 6 12 10 3 [ ] ¢} o [ ] [ ]
QTD1604 8 16 12 4 [ O e} [ ] [ ]
QTD2005 10 20 15 5 [ e} e} [ ] [ ]
QTD2506 125 | 25 | 185 6 o O e} [ ] [ ]
QTD3007 15 30 | 225 7 [ e} e} [ ] [ ]
QTD3207 16 32 | 235 7 o O e} [ ] O

oFEEEETF Stock  oFETHIE Available upon Order




GESAC Mould Industry | &EE

Vapizz=l]

Profile Milling

MBA100

B TR ’ ¢

Straight Shank by ‘ ' 3

Fig1
~ (mm SA
Ord;rTi%%%lCode Dia%ﬁers 'I?gi% Dimfrgic()ns(r)nm) IT_E;E‘ES? Irﬁle_?r- S%aa_;e S%)Tc?k
®D1 | &dm | ®Da | L L1 R Insert  |cooling

MBA100012R01P12QT125 | 12 1 12 | 12 |105| 90 | 30 | 6 | QD203 | x | Figl | ®
MBA100012R01P12QT12 12 1 12 | 12 | 105|120 | 60 | 6 | QD123 | x | Figl | ®
MBA100012R01P12QT12L | 12 1 12 | 12 | 105|150 | 90 | 6 | QID1203 | x | Figl | ®
MBA100016ROTP16QT165 | 16 1 16 | 16 | 145|100 | 35 | 8 | QID1604 | x | Figl | ®
MBA100016RO1P16QT16 | 16 1 16 | 16 | 145|135 | 70 | 8 | QID1604 | x | Figl | ®
MBA100016RO1P16QT16L | 16 1 16 | 16 | 145| 170 | 100 | 8 | QID1604 | x | Figl | ®
MBA100020R01P20QT20S | 20 1 20 | 20 | 185 | 110 | 45 | 10 | QTD2005 | x | Figl | ®
MBA100020R01P20QT20 | 20 1 20 | 20 | 185|160 | 80 | 10 | QmD2005 | x | Figl | @
MBA100020R01P20QT20L | 20 1 20 | 20 | 185 | 210 [ 135| 10 | QTD2005 | x | Figl | ®
MBA100025R01P25QT255 | 25 1 25 | 25 | 23 | 125 | 50 |125| QD506 | x | Figl | @
MBA100025R01P25QT25 | 25 1 25 | 25 | 23 | 180 | 100 |125| QTD2506 | x | Figl | @
MBA100025R01P25QT25L | 25 1 25 | 25 | 23 | 235 [ 150 |125| QD506 | x | Figl | @
MBA100030R01P32QT30S | 30 1 30 | 30 | 285 | 150 | 60 [15/16 ggggg; x | Figl | @
MBA100030R01P32QT30 | 30 1 30 | 30 | 285 | 200 | 120 [15/16 ggggg; x | Figl | ®
MBAT00030R01P32QT30L | 30 1 30 | 30 | 285 | 270 | 180 [15/16 ggggg; x | Figl | ®

oI RAERETF Stock  oFEFRE Available upon Order
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#E | Mould Industry GESAC

VatiZznz ]
Profile Milling
MBA100 °
1 -
S L { - ! 3
st -' | foit :
B Li
Taper Shank L
Fig2
R (mm) S
RS B | % Dimensions(mm) %EELEJ: Ir??\le?r- B | EF
Ordering Code Diameters| Teeth oD1 | odm L L R o Insert |cooling Shape | Stock
MBA100-012R01P16T-QT12L 12 1 12 16 145 85 6 | 1.5°| QTD1203 x Fig2 [
MBA100-016R01P20T-QT16L 16 1 16 20 166 | 100 8 1° | QTD1604 X Fig2 [
MBA100-020R01P25T-QT20L 20 1 20 25 191 | 115 | 10 | 1.5° | QTD2005 x Fig2 | @
MBA100-025R01P32T-QT25L 25 1 25 32 | 215 | 135 | 125 1.5° | QTD2506 x Fig2 | @
. | QTD3007 .
MBA100-030R01P32T-QT30L 30 1 30 32 | 240 | 160 |15/16] 0.5 QTD3207 x Fig2 | @

o R fEREF Stock oFETRRE Available upon Order




GESAC

Mould Industry

| R

atiircl]
Profile Milling

MBA100

CIp: S WADS
Modular head

e
~

®

. RS (mm) % _
5SS BRE | I8 Dimensions(mm) OEcT m'?_ Bx | EF
Ordering Code Diameters| Teeth ceuge [l Shape | Stock
®D1 | ®D | ®ddm | L R | MD Insert |cooling
MBA100-012R01M06-QT12 12 1 12 11.5 6.5 20 6 M6 | QTD1203 x Fig3 [ ]
MBA100-016R0TM08-QT16 16 1 16 15 8.5 23 8 M8 | QID1604 x Fig3 [
MBA100-020R01M10-QT20 20 1 20 185 | 105 | 30 | 10 | M10 | QTD2005 x Fig3 ®
MBA100-025R01M12-QT25 25 1 25 24 125 | 35 | 125 | M12 | QTD2506 x Fig3 [
QTD3007 .
MBA100-030R01M16-QT30 30 1 30 29 17 | 43 |15/16] M16 QID3207 x Fig3 °

oITEERETF Stock oFFARE Available upon Order




#®E | Mould Industry

GESAC

JTIVRECI45sR

Spare Parts

FHETR TIFAgET T RIEETIRF
Parts Insert Screw Insert Spanner
FIZIN
Shape
BEADR
Insert
SBM3.5X9.5 TTO9T
QTD1203
PSBM035095Q PTTO9TQ
SBM4.0X13.5 TT15T
QTD1604
PSBM040135Q PTT15TQ
SBM5.0X16.5 TT20T
QTD2005
PSBM050165Q PTT20TQ
SBM6.0X20 TT30T
QTD2506
PSBM060200Q PTT30TQ
SBM8.0X25 TT40T
QTD3007
PSBM080250Q PTT40TQ
SBM8.0X25 TT40T
QTD3207
PSBM080250Q PTT40TQ




GESAC

Mould Industry

| &RE

HEFTIHIZEL

Recommended Cutting Data

s BiteE
R ﬁcjﬁgéfgg Nomindal feed : f ( mm/rev ) BK | BK
WINTAA 25 (&5 Uiading p— iR ap | 1% ae
Workpiece Material et | g Speed 7IBE{E: ©D (mm) Apmax | Aemax
Hardness Radius (mm)| (mm)
Ve (m/min) 12 | 16 | 20 | 25 | 30 | 32
Lo%:vx égrbon <HB180 | GA4225 350 0.3-0.6/0.3-0.6/0.5-0.8/0.5-0.80.7-1.00.7-1.0/0.3-0.6| D/40
W Ca < GA4230 | (300.400) 0-370-60.3-0.60.5-0.80.5-0.80.7-1.00.7-1.0 0.3-0.
BN, 5E
Carbon Steel, HB180- | GA4225 300
n Alloy Steel Eo CA4230 | (250-350) |0-3-0-60.3-0.60.5-0.80.5-0.80.7-1.00.7-1.0/0.3-0.6 | D/40
FIEEN GA4225 250
per-hardened Steel | HRC35°45 | 24530 | (200.300) |0-3-0-60.3-0.6/0.5-0.80.5-0.80.7-1.00.7-1.0/0.3-0.6 | D/40
IREEEE 300
Grey Cat Iron <HB28B0 | GKA125 | ,5073ng)  [0.2:0.50.2-0.5/0.4-0.70.4-0.70.7-1.00.7-1.0{0.3-0.6| D/50
m HREBHY, BBEG
Nodular Cast Iron 350
Voo o e <HB350 | GKA125 | 300%00  |0.1-0.40.1-0.4/0.3-0.60.3-0.60.5-0.80.5-0.8/0.2-0.5| D/40
Iron
FEKAN GH4125 150
Quenching steel | HRC48-55 | Zatte | (100.200) |0-1-0-40.1-0402-0.50.2-0.502-0.50.2-0.5 0.1-0.3| D/50
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#E | Mould Industry

GESAC

VatiZznz ]
Profile Milling
RD A
Vatizza= VRl ZL
Profile Milling Inserts 5 15§ S
RS (mm) NEERSE
Dimensions(mm) Coated
RS
Ordering Code ﬁ § ﬁ u:w ‘% g g @ 2
I &3 |88 |2 2|8 (8|2
RDET0803MO0-BL 8 318 | 294 ¢} O
RDET10T3MO-BL 10 3.97 4.4 o o
RDET1204MO0-BL 12 4.76 4.4 o o
RDET1604MO0-BL 16 4.76 5.5 [ J o
RDET0802M0-GM 8 238 | 294 [ J o o
RDET0803M0-GM 8 318 | 294 o o
RDET10T3MO0-GM 10 3.97 4.4 [ J o
RDET1204M0-GM 12 4.76 4.4 @) ([ ] @)
RDET1604M0-GM 16 4.76 5.5 o o
RDET1204MO0T-MM 12 476 44 (@] [ J O
RDEWO0501MO0 5 1.51 2.2 [ J [ J O
RDEWO0702M0 7 2.38 2.8 [ J
RDEW1003MO 10 3.18 44 o
RDEWO0702MOT 7 2.38 2.8 [ [ J O @) @)
RDEWO0803MOT 8 318 | 294 (e} e} o
RDEW10T3MOT 10 3.97 44 [ o o
RDEW1204MOT 12 4.76 44 [ [ J o
RDEW1604MOT 16 4.76 5 e} ¢} o
RDEW12T3MOT-BM 12 3.97 44 o o
RDEW1204M0T-BM 12 4.76 4.4 o o

068

ofTfEEETZ Stock  oFETRIE Available upon Order



GESAC Mould Industry | #EE
Vapizsinel]
Profile Milling
-/, = H- M [ "5‘L>
ARz R =
. arye 157
Profile Milling Inserts 5 s
RS (mm) REERES
Dimensions(mm) Coated
58S
Ordering Code N o 0 n =) n n 0 n
S| |=|2|g|=12|¢c
Pls a3 33|83/ |8|3 |3
(U] O (O] (U] G} (U] O (U] (O]
RDMT10T3MO0-GM 10 (397 | 44 | @ | @ o o
RDMT1204M0-GM 12 | 476 | 44
RDMW1204MOT-BM 12 476 | 44 | @ | @ | O | @ ol o] o] o
RDMW1605MO0T-BM 16 | 556 | 55 | @ | @ o
RDMW10T3MOT 10 [ 397 | 44 | @ | @ o
RDMW1604MOT 16 | 476 | 55 | @ | @

oiEERETF Stock oFEFRIE Available upon Order
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#®E | Mould Industry

GESAC

RDZESIER!

RD Series Geometry

BRI
Light Cutting for General material

Lzl p Sl

Medium Cutting for General material

BAHIELE

Heavy cutting for General material

BL GM None
RN BRI -
RETFIRLt il | TR
IMITIENER RPATIHIRE RERIIE M REES

Design with big front rake angle
makes the cutting edges sharper.

Design with medium rake angle
and edge width. Combine sharp
with strength

Design with flat chipbreaker makes the
cutting edge stronger.




Mould Industry | #EE
Vapizsinel]
Profile Milling
@dn
MPA100
(B2
Arbor
N (mm = SA
®D1 | &dm | H W T |Apmax| Insert |cooling
MPA100040R05A16RD08 40 5 40 16 40 8.4 6.3 4 RD**0803 x Fig1 )
MPA100050R04A22RD10 50 4 50 22 50 104 | 6.3 5 RD**10T3 X Fig1 ([
MPA100050R04A22RD12 50 4 50 22 50 104 | 6.3 6 RD**1204 X Fig1 [
MPA100050R05A22RD12 50 5 50 22 50 104 | 6.3 6 RD**1204 X Fig1 ([
MPA100052R05A22RD12 52 5 52 22 50 104 | 6.3 6 RD**1204 X Fig1 O
MPA100063R05A22RD12 63 5 63 22 50 104 | 6.3 6 RD**1204 x Fig1 ([
MPA100063R04A22RD16 63 4 63 22 40 104 | 6.3 8 RD**1604 X Fig1 [
MPA100080R05A27RD16 80 5 80 27 50 124 7 8 RD**1604 X Fig1 ([
MPA100100R06B32RD16 100 6 100 32 50 144 9 8 RD**1604 X Fig2 [
MPA100125R07B40RD16 125 8 125 40 63 16.4 9 8 RD**1604 X Fig2 o

oiAEETF Stock oFEFRIE Available upon Order
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¥E | Mould Industry GESAC

apiznsll
Profile Milling
EtFE#R Fig3
Shank
Fig4
: " R (mm) = s _
ES BR | & Dimensions(mm) Hii PRBCT) o mlq_ Br | EF
Ordering Code Diameters| Teeth IR Gl el Shape | Stock
9 ®D1 | ®dm L L1 | Apmax Insert  |cooling P
MPA100010R02P16RDO05 10 2 10 16 120 40 2.5 RD**0501 X Fig3 (@)
MPA100012R02P16RDO05 12 2 12 16 120 40 35 RD**0501 x Fig3 o
MPA100016R02P16RD07 16 2 16 16 160 60 35 RD**0702 X Fig3 [
MPA100017R02P16RD08 17 2 17 16 160 60 4 RD**0803 X Fig4 )
MPA100020R02P20RD08 20 2 20 20 160 60 4 RD**0803 X Fig3 o
MPA100020R02P20RD10 20 2 20 20 160 50 5 RD**10T3 x Fig3 )
MPA100025R02P20RD10 25 2 25 20 160 50 5 RD**10T3 x Fig4 [
MPA100032R03P32RD12 32 3 32 32 200 80 6 RD**1204 X Fig3 [
MPA100032R02P32RD16 32 2 32 32 200 80 8 RD**1604 x Fig3 [
MPA100035R02P32RD16 35 2 35 32 200 80 8 RD**1604 X Fig4 [

oI RAERETF Stock  oFEFRE Available upon Order

072



GESAC Mould Industry | #&E

Bz EEH)
Profile Milling
RP © -A
Valiz= V) v
Profile Milling Inserts D E
R< (mm) IRERERE
Dimensions(mm) Coated
RS
Ordering Code ﬁ § ﬁ 0 ‘S_r 0 0 0 v
N B - A A N I A
(L] (U] (O] O [G) O O (U] O
RPET1003MO-GL 10 | 318 | 44 o | o
RPET1204M0-GL 12 | 476 | 44
RPET08T2MO0-GM 8 278|294 | @ | 0 | O @
RPET1003MOT-GM 10 | 318 | 44 o | o o
RPET1204M0-GM 12 | 476 | 44 | @ | 0 | © o
RPET1204MOT-GM 12 | 476 | 44 e | O o | o
RPET1606MOT-GM 16 | 635 | 55 o | o
RPET1606M0-SM 16 | 635 | 55 o|lo|]o|o]|o]o
RPET1606MOT-GH 16 | 635 | 55 o|lo|]o|o]|o]o
RPEW08T2MO 8 | 278 | 294 o
RPEW1003M0 10 | 318 | 44
RPEW10T3MO 10 | 397 | 44
RPEW1003MOT 10 | 318 | 44
RPEW1204MOT 12 | 476 | 44 | o | ©

otRERERE Stock  oFEFRE Available upon Order
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#E | Mould Industry

GESAC

1Rz stHl
Profile Milling
RP A
{RRZasElT] A ]
Profile Milling Inserts D B
RS (mm) HREEREGE
Dimensions(mm) Coated
TS
Ordering Code n o 0 0 = n n o n
S| 2|8 | = |58 =|1¢9 ¢
O I B B 2 - S - I - N A S R
(V] O (V] (U] (G} (U] O (O] O
RPMT10T3MO0-GM 0 [ 397 | 44 | @ | ®@ | ©
RPMT1003MOT-GM | 10 | 318 | 44 | @ | @
RPMT1204M0-GM 12 | 476 | 44 | @ | ®@ | © o | o o
RPMW1003MOT 0 [ 318 | 44 | @ | ®@ | © o| o | o
RPMW1204MOT 12 | 476 | 44 | @ | ®

074

oiAERETF Stock oFEFRIE Available upon Order



GESAC

Mould Industry | ##E

RP R5IEE

RP Series Geometry

BRFH R H

BAFRAEEIHE] . : BFEMRIELDH]
Light Cutting for General material pEdin Crl:]g[':gaflor SeEE] Heavy Cutting for General material
GL GM GH None
IV EPDERAIRIRT - -~
ARSI oy B / FARIR
ST Ok 9 S TR

Design with big front rake angle
makes the cutting edges sharper.

Design with medium rake
angle and edge width.
Combine sharp with strength

Design with flat chipbreaker and small front rake
angle makes the cutting edge stronger.




¥E | Mould Industry GESAC

apiznsll
Profile Milling
MPB100
LG
Arbor
Fig1
N (mMm = SA

®D1 | ®dm | H W T |Apmax| Insert cooling
MPB100040R05A16RP08 40 5 40 16 | 40 | 84 | 63 | 4 | RP*08T2 x Fig1 o
MPB100040R04A16RP10 40 4 40 16 | 40 | 84 | 63| 5 | RP**1003 x Fig1 °
MPB100050R04A22RP10 50 4 50 22 | 50 | 104 | 63| 5 | RP**1003 x Fig1 °
MPB100050R04A22RP12 50 4 50 22 | 50 | 104 | 63 | 6 | RP**1204 x Fig1 °
MPB100063R05A22RP12 63 5 63 22 | 50 | 104 | 63 | 6 | RP**1204 x Fig1 °
MPB100063R04A22RP16 63 4 63 22 | 40 | 104 | 63 | 8 | RP**1606 x Fig1 o)
MPB100080R06A27RP16 80 6 80 27 |50 | 124 | 7 8 | RP**1606 x Fig2 °
MPB100100R07B32RP16 100 7 | 100 | 32 |50 | 144 | 8 8 | RP**1606 x Fig2 °
MPB100125R08B40RP16 125 8 | 125 | 40 |63 | 164 | 9 8 | RP**1606 x Fig2 o

ot EEETF Stock  oZEFRE Available upon Order




GESAC Mould Industry | &EE

atizzazll
Profile Milling
[EHEERT -
Shank
Figd
o , " RY (mm) = 77} ) _
ﬂf&‘? E{:Z: lejét% Dimensions(mm) fﬁé GELB?L |r|f,l]';_ Br | EF
Ordering Code Diameters | Tee ®D1 | odm L LI |Apmax Insert  [cooling Shape | Stock
MPB100016R02P16RP08S 16 2 16 16 | 120 | 40 4 RP*08T2 | x | Fig3 | o
MPB100016R02P16RP08 16 2 16 16 | 160 | 60 4 RP**08T2 | x | Fig3 | @
MPB100020R02P20RP08 20 2 20 20 | 160 | 60 4 RP**08T2 | x | Fig3 | @
MPB100025R03P25RP08 25 3 25 25 | 160 | 60 4 RP**08T2 | x | Fig3 | @
MPB100020R02P20RP10 20 2 20 20 | 160 | 50 5 RP**1003 | x Fig3 o
MPB100025R02P20RP10 25 2 25 20 | 160 | 50 5 RP*1003 | x Figd | @
MPB100025R02P20RP10L 25 2 25 20 | 200 | 50 5 RP*1003 | x Figd o
MPB100025R02P25RP12 25 2 25 25 | 160 | 50 6 RP*1204 | x Fig3 °
MPB100032R02P25RP12 32 2 32 25 | 160 | 50 6 RP*1204 | x Figd | @
MPB100032R02P25RP12L 32 2 32 25 | 200 | 60 6 RP*1204 | x Figd o
MPB100040R02P32RP16 40 2 40 32 | 200 | 80 8 RP**1606 | x | Fig4 | o
o WEEEETE Stock  oFEFRAE Available upon Order
JIRERAES 3R
Spare Parts
FHER EARIZET ER TIR125T TIRIRETIRTF
Parts Plate Pinch Screw Plate Pinch Insert Screw Insert Spanner
FAR
Shape '
&2
ERDR -
Insert
RD*07 x x SI60M2.5X6.5-035001 TTO8P x
* % * %k
RD**08/RP**08 x . PSI60M025065-035091S PTTO8PQ x
RD*10 SI60M3.5X10-05510I CAX1 SI60M4X9-05313! TT15pP x
%%
RP™10 PSI60M035100-055101S | PCAXOTRQ |  PSIGOM040089-05313IS PTT15PQ .
RRD**12 SI60M3.5X12-05314 CAX2 SI60M4X9-05313] TT15pP x
*%
RP™12 PSI6G0M035120-05314S | PCAX02RQ |  PSIG0M040089-05313IS PTT15PQ .
RD*16 x x SI60M5X11-07209 TT20P TT20T
RP**16
x x PSI60M050108-07209S PTT20PQ PTT20TQ
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#E | Mould Industry

GESAC

HEFTIHIZEL

Recommended Cutting Data

— s /7] (fz)
I it
) | R < m mm/tooth
wmTie | WREE | jes | Cutting TR eyl () | e ()
Workpiece Material Hardness | ©rade pee Radius|_Light Cutting | Light Cutting | Light Cutting
Ve (m/min) GL/BL GM/MM/EM |  GH/KH/T
o 0.08 0.10 0.12
(0.05-0.15) | (0.08-0.15) | (0.08-0.20)
07 0.08 0.12 0.15
i - 08 | (005015 | (008-0.18) | (0.10-0.25)
X | gise | GA4225 180 10 0.15 0.20 0.25
Y car < GP4225 | (150-220) | 12 | (010-025) | (0.15-030) | (0.20-0.35)
GA4230 16 0.18 0.25 0.30
(0.10-025) | (0.15-035) | (0.20-0.45)
20 0.20 0.30 0.35
(0.12-025) | (0.15-040) | (0.20-0.45)
o 0.08 0.10 0.12
(0.05-0.15) | (0.08-0.15) | (0.08-0.20)
07 0.08 0.12 0.15
08 | (005015 | (008-0.18) | (0.10-0.25)
BN, S5 GhalTs
G BEN | pp1go- | GA422s 160 10 0.15 0.20 0.25
. 350 GP4225 | (140-200) | 12 | (0.10-0.25) | (0.15-0.30) | (0.20-035)
Alloy Steel GA4230
6 0.18 0.25 0.30
(0.10-025) | (0.15-035) | (0.20-0.45)
-0 0.20 0.30 0.35
(0.12-025) | (0.15-040) | (0.20-0.45)
o 0.08 0.10 0.12
(0.05-0.15) | (0.08-0.15) | (0.08-0.20)
07 0.08 0.12 0.15
08 | (0.05-0.15 0.08-0.18 0.10-0.25
R e ( L L :
per BN o | rcasas | GA4225 120 10 0.15 0.20 0.25
parde GP4225 | (100-160) | 12 | (0.10-025) | (0.15-030) | (0.20-0.35)
GA4230 16 0.18 0.25 0.30
(0.10-025) | (0.15-035) | (0.20-0.45)
0 0.20 0.30 035
(0.12-025) | (0.15-040) | (0.20-0.45)
o 0.08 0.10 0.12
(0.05-0.15) | (0.08-0.15) | (0.08-0.20)
07 0.08 0.12 0.15
THH (ke 08 | (005015 | (008-0.18) | (0.10-0.25)
K. SEK)
. 140 10 0.15 0.20 0.25
M S“;'F’L'ffitsesme' <HB270 | GM2140 | 1507180y | 12 | (0.10-025) | (0.15-0.30) | (0.20-035)
Martensite) 16 0.18 0.25 0.35
(0.10-025) | (0.15-035) | (0.20-0.45)
-0 0.20 0.30 035
(0.12-025) | (0.15-040) | (0.20-0.45)

o JEE (min') = (1000 X JHIEE) (3.14 X JJEIEITDER)

Tool RPM (min") = (1000 X Cutting Speed) / (3.14 X Diameter Of Cutter)
o HIRTIERIEAR (mm/min) = B70iAE X JIETIH X JIEkE

Workpiece Feed (mm/min) =Feed Per Tooth X Number Of Tooth X Tool RPM
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HEFIHIZEL

Recommended Cutting Data

— e /7 (fz)
PIEIRE HEE
. ol - m mm/tooth
gmTis | UREE | jes | Cutting TR ey i () T e ()
Workpiece Material Mg Grade [P Radius|_Light Cutting | Light Cutting | Light Cutting
Ve (m/min) GL/BL GM/MM/EM | GH/KH/T
o 0.08 0.10 0.12
(0.05-0.15) | (0.08-0.15) (0.08-0.20)
07 0.08 0.12 0.15
REER (B 08 | (0.05-0.15) (0.08-0.18) | (0.10-0.25)
M | B8R | <rezro | omeiao 120 19 01 0:20 0.05
. S (100-160) | 12 | (0.10-0.25) | (0.15-030) | (0.20-0.35)
(Austenite,
Diphasic) 16 0.18 0.25 0.35
(0.10-0.25) (0.15-035) | (0.20-0.45)
20 0.20 0.30 0.35
(0.12-0.25) (0.15-0.40) (0.20-0.45
o 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) | (0.08-0.20)
07 0.08 0.12 0.15
08 | (0.05-0.15) (0.08-0.18) | (0.10-0.25)
s chmge | GK211S 180 10 0.15 0.20 0.25
Grey Castlron | = GK4125 | (150-220) | 12 | (0.10-025) | (0.15-030) | (0.20-035)
16 0.18 0.25 0.30
(0.10-0.25) (0.15-035) | (0.20-0.45)
-0 0.20 0.30 0.35
m (0.12-0.25) (0.15-0.40) (0.20-0.45)
o 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) | (0.08-0.20)
HBESR RE % (0.0%9315) (0.0%-102.18) (0.1%-1(?.25)
P
Nodular Cast | _ ooc) | GK2115 120 10 0.15 0.20 0.25
Iron < GK4125 | (100-180) | 12 | (0.10-025) | (0.15-0.30) | (0.20-0.35)
Vermicular
0.18 0.25 0.30
Cast lron 161 (010025 | (015035 | (0.20-0.45)
-0 0.20 0.30 0.35
(0.12-0.25) (0.15-040) | (0.20-0.45)
08 0.08 0.10 0.12
(0.05-0.15) (0.08-0.15 | (0.08-0.20)
. 10 0.15 0.20 0.25
EEK 12 | (0.10-0.25 0.15-0.30 0.20-035
Quenching | HRC48-55 | Ofa1% oo ( ) | ) | ¢ )
Steel (60-120) " 0.18 0.22 0.28
(0.10-0.25) (0.15-035) | (0.20-0.40)
20 0.20 0.25 0.30
(0.15-0.30) (0.15-035) | (0.20-0.40)

o JJEHE (min) = (1000 X JHLEEE) (3.14 X JETIEITIER)

Tool RPM (min') = (1000 X Cutting Speed) / (3.14 X Diameter Of Cutter)
o HURTFEHEEE (mm/min) = B7J3EE X TR X JJEEEE

Workpiece Feed (mm/min) =Feed Per Tooth X Number Of Tooth X Tool RPM
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RD/RP J] R #EFHEGESTIRKR

The Relationship of Recommended Feed and Depth of RD/RP Inserts

BH‘ t}]:;—\'
. & ap (mm)

miE | Im 2P

Insert | Condition| g1 05 1 15 2 25 3 4

Size
Pl (M) 0.35 0.17 0.12 0.1 ) ) ) )
Cotting | (022063) | (008-0.26) | (0.06-021) | (0.05-0.17)

05
Ll v()'/") 0.45 02 0.16 0.14 ) ) ) )
S| (029-05) | (012:038) | (0.09-028) | (0.07-0.25)
IR (M) 0.59 027 0.20 0.17 0.15 ) ) )
Medi (0.23-090) | (0.10-0.41) | (0.08-030) | (0.06-026) | (0.03-0.23)

07 utting

08 .
Ll v(;” 0.68 0.31 0.23 0.19 017 ) ) )
S| (032-1.13) | (014052) | (0.11-038) | (0.09-032) | (008-0:29)
S (L) 075 034 0.25 021 0.19 0.17 ) )
Light Cutting| (0.25-0.90) | (0.11-041) | (0.08-0.30) | (0.07-025) | (0.06-023) | (0.05-0.21)

0 [ 0.90 0.41 0.30 0.25 0.23 0.21 ) )
Coting | (025-126) | (011-057) | (008-042) | (0.07-035) | (006-031) | (0.05-028)
HH () 101 0.46 033 0.28 0.25 0.23 ) )
Jeawy | (035-151) | (016-069) | (0.12:050) | (0.10-042) | (0.09-038) | (0.08-035)
utting
AT (L) 0.83 0.38 0.27 0.23 0.20 0.18 0.17 )
Light Cutting| (0.28-1.10) | (0.13-0.50) | (0.09-036) | (0.08-0.30) | (0.07-0.27) | (0.06-0.25) | (0.06-0.23)

1 | M) 0.99 0.45 033 0.27 0.24 0.22 0.21 )
Cotting | ©28-138) | (013-063) | (009-045) | (0.08-038) | (007-034) | (006-031) | (006-0.29)
el () 1.10 0.50 0.36 0.30 0.27 0.25 0.23 )
S| 033165 | (018:075) | (013-054) | (0.11-045) | (009-040) | (008-037) | (008-035)
4T (L) 114 052 037 031 0.27 0.25 023 021
Light Cutting| (0.32-159) | (0.14-0.72) | (0.10-052) | (0.09-043) | (0.08-0.38) | (0.07-0.35) | (0.06-0.32) | (0.06-0.29)

) 0 127 057 041 0.34 0.30 0.28 0.26 0.23
Corting | (032-1.90) | (014:086) | (0.10-062) | (0.09-051) | (0.08-045) | (007-047) | (0.06-038) | (0.06-035)
wE () 159 0.72 052 0.43 038 0.35 0.32 0.29
oty | (044:254) | (020-115) | (0.14-083) | (012-069) | (011-060) | (010-054) | (0.09-05T) | (0.08-046)

BulIA s|gexapu] NI TESFRRAL >

&E: BETIRTIAIINT, —RIER ap<25%IC, HBIILEIRRSIERFR Kr=451) SNEU/SEET RTI A
Remarks: In general, when the cutting depth is less than 25%IC using screw cutting tool. If the cutting depth exceeds the Kr=45° series of SNEU/SEET inserts are
recommended.
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RiftEEH]
High Feed Milling

UD/UP

3R HE I A

3 Edges High Feed Milling Inserts D Yls |
R (mm) TEEREE
Dimensions (mm) Coated
s Ln o n n =] LN n Ln n
Ordering Code N @ N — 3 ﬁ = N =
D S C] < < < N Y N N < =
<T < o o > hv4 h4 I T
O O (G} G} G (G) G} G} G
UDET080308-MM 6.8 3.18 15 ) [ ) ®
o UDET12T312-MM 9.6 3.97 15 () [ [ J
UPET170520-PM 13 5.56 11 ) [ o O o o O
UDMTO080308T-MH 6.8 3.18 15 ([ [ ]
o UDMT12T312T-MH 9.6 3.97 15 [ ([ ]
! UDMW12T312T 9.6 3.97 15 [ [ ) o)

oiTfEEERF Stock  oFETHRE Available upon Order
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UD/UP ZFIEEY
UD/UP Series Geometry
BFRR R BAZREZRE
Medium Cutting for General material Rough Cutting for General material

MM PM MH None
BAMIERS isdalidlo o /0B Fimigit
TR Chamfee T PEH T TR
Bigger rake angle makes cutting rake anale i ?t blg for Smaller rake angle makes Flat insert design makes
edge more sharply. ake ange Is sutable stronger cutting edge. strongest cutting edge.

medium cutting.
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HRIFLEHEHI
High Feed Milling
B Ddm Gdm
W W
MKA110 8 il ey
10T 5 g
2] Q o (]
Arbor o1 ! on !
Fig1 Fig2
. . R (mm) = ey _
THS =5 AL Dimensions(mm) Eﬁjﬁ DuRCT) qu_ Br | EF
Ordering Code Diameters | Teeth R Gauge Inires Shape | Stock
9 OD1 | ddm | H | W T |Apmax| Insert | cooling P
MKA110040R05A16UD08 40 5 40 16 40 84 5.6 1.0 | UD**0803 x Fig1 ()
MKA110050R06A22UD08 50 6 50 22 40 | 104 | 63 1.0 | UD**0803 x Fig1 (]
MKA110050R04A22UD12 50 4 50 22 40 | 104 | 63 1.5 | UD**12T3 x Fig1 (]
MKA110063R05A22UD12 63 5 63 22 40 | 104 | 6.3 1.5 | UD**12T3 x Fig1 (]
MKA110063R04A22UP17 63 4 63 22 40 | 104 | 6.3 2.0 | UP**1705 x Fig1 (]
MKA110063R05A22UP17 63 5 50 22 40 | 104 | 63 2.0 | UP**1705 x Fig1 ()
MKA110080R05A27UP17 80 5 80 27 50 | 124 7 2.0 | UP**1705 x Fig1 (]
MKA110080R06A27UP17 80 6 80 27 50 | 124 7 2.0 | UP**1705 x Fig1 )
MKA110100R06B32UP17 100 6 100 32 50 | 144 8 2.0 | UP**1705 x Fig2 )

oiTfEEERF Stock  oFETHRE Available upon Order
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RS ERH]
High Feed Milling

EtEERTU — ]
Shank : Fig3
5 (mm = N
Ord ;‘E'E:%ﬁgiode Dia%jiers '?(3331 Dimfr?sriéns(r)nm %ﬁ %E;aggfj Irﬁ:r— Slflaﬁ;:e S%fk
®D1 | ®dm L L1 Apmax | Insert |cooling
MKA110020R02P20UDO08S 20 2 20 20 120 40 1.0 | UD**0803 x Fig3 [
MKA110020R02P20UD08 20 2 20 20 160 50 1.0 | UD**0803 x Fig3 [}
MKA110025R02P25UD08S 25 2 25 20 120 40 1.0 | UD**0803 x Fig3 [}
MKA110025R02P25UD08 25 2 25 25 160 50 1.0 | UD**0803 x Fig3 (J
MKA110035R05P32UD08 35 5 35 32 200 50 1.0 | UD**0803 x Fig3 (]
MKA110025R02P25UD12 25 2 25 25 160 50 15 | UD**12T3 x Fig3 [}
MKA110030R03P32UD12 30 3 30 32 200 50 15 | UD**12T3 x Fig3 [}
MKA110032R03P32UD12 32 3 32 32 200 50 1.5 | UD**12T3 x Fig3 [
MKA110035R03P32UD12 35 3 35 32 200 50 1.5 | UD**12T3 x Fig3 °

o EEERF Stock  oFETHRE Available upon Order
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TIVRECIH5sR

Spare Parts

FHETR TIR42%T TIRAZETIRF
Parts Insert Screw Insert Spanner
HiZN
Shape
ERA
Insert
SI60M2.5X6.3-03510 TTO8P x
UD*T0803
PSI60M025063-03510B TTO8PB x
SI60M4X11-05609 TT15P TT15T
UD*T12T3
PSI60M040110-05609B PTT15PB PTT15TB
SI60M5X10.8-07214 TT20P TT20T
UPET1705
PSI60M050108-07214B PTT20PB PTT20TB
n A 4
INTFERFS4
Parameters for Programing Calculations
TIRFUE UEBRFER R(mm) YIBIELERE K(mm)
Insert Approximate Corner Remains 2
2
UD**0803 1.8 0.58 %
UD**12T3 2.8 0.86 SEABIFIR
Approximate corner R
UP**1705 35 1.02
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#E | Mould Industry

GESAC

HEFTIHIZEL

Recommended Cutting Data

TIEIERE BHE /7]
. | Cutting Speed (mm/tooth)
BINTHHE PhEE = . .
Workpiece Material Grade . FIHE (M) B8 (H)
Hardness Vc (m/min) Medium Heavy
Cutting(M) Cutting(H)
B < HB200 e 180 12 15
Mild Steel CA4230 (150-200) (0.8-1.5) (1.0-2.0)
n HEW. SN GA4225 150 12 15
Carbon Steel, < HRC35 GA4230 ) )
Alloy Steel e (120-180) (0.8-1.5) (1.0-2.0)
REW. SN
120 1.0 1.2
Czr”k;c;/nsig;l, HRC35-45 GA4230 (90-140) (0.6-1.2) (0.8-1.5)
§7F%§ilﬂ
(PR, BEMA)
: 120 0.8 1.0
M Stal(r;leersr?tzteel < HRC35 GM2140 (90-140) (06.10) (08-12)
Martensite)
K I 23S R NS RS JO R
Nodular Cast Iron (150-200) (0.8-1.5) (1.0-2.0)
KR 80 0.2 03
Quenching Steel oG Cozokl (60-100) (0.1-0.3) (0.15-0.4)
3 ==\ AE :l—|
UD/UP JJRIEFFHGEESTIRKR
The Relationship of Recommended Feed and Depth of UD/UP Inserts
TIEHE iR ap (mm)
Insert Size 05 1 15 2 25 3
0.8 05
08 (0.6-1.2) (0.4-0.8) - - - -
. 15 12 08 ] ] ]
(1.0-2.0) (0.8-1.5) (0.6-1.2)
17 2 15 12 0.8 ) ]
(1.8-2.5) (1.0-2.0) (0.8-1.5) (0.6-1.2)
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REHLERT
High Feed Milling

SDMT

ATIRFETRTI A
4 Edges High Feed Milling Inserts

R15 R

RY (mm) REERES
Dimensions (mm) Coated
TS o
Ordering Code ﬂ ﬁ ﬁ D 5 = Cn) & wn
D S R < < 5 N N S N < <
N 94
S |5 |5 8|5 |0 |50
SDMT120512-GM 12.7 5.56 1.2 [ ] [ ] [ ] [ ]
SDMT150512-GM 15.875 5.56 1.2 [ ] [ ] O @)
SDMT120512-GH 12.7 556 | 1.2 () () o) ) (] e} @)
SDMT150512-GH 15.875 5.56 1.2 [ ] [ ] (@)

oiTAEEERF Stock  oZEFRE Available upon Order
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GESAC

SDMT &5#EE
SDMT Series Geometry

B IE]

Medium Cutting for General Material

BRI ELH]
Heavy Cutting for General Material

shEERIRINEIR BRI
Chamfered cutting edge with rake angle is suitable
for medium cutting.

RDE/NGIF , ERTERH
Cutting force with special rake angle is suitable
for heavy cutting.
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REHLERT
High Feed Milling

MKB113

Dt < ¢l
Arbor o, ‘
Fig1 Fig2
< (mm = N
Ordggﬁ%lcode Dia%ﬁers leeji%] Dimfr?sriéns r)nm) %ﬁﬁ EGE%B? Iﬁ;_ Sa/j_;e Stﬁo?z_—k
®D1 | ddm | H W T |Apmax Insert cooling

MKB113050R04A22SD12 50 4 50 22 | 40 | 104 | 63 | 2.0 | SDMT1205 x Fig1 )
MKB113052R05A22SD12 52 5 52 22 | 40 | 104 | 63 | 2.0 | SDMT1205 x Fig1 ¢}
MKB113063R04A22SD12 63 4 63 22 | 40 | 104 | 63 | 2.0 | SDMT1205 x Fig1 ®
MKB113063R05A22SD12 63 5 63 22 | 40 | 104 | 63 | 2.0 | SDMT1205 v Fig1 )
MKB113063R04A22SD15 63 4 63 22 | 40 | 104 | 63 | 3.0 | SDMT1505 x Fig1 ®
MKB113080R06A27SD12 80 6 80 27 | 50 | 124 | 7 2.0 | SDMT1205 v Fig1 °
MKB113080R05A27SD15 80 5 80 27 | 50 | 124 | 7 3.0 | SDMT1505 x Fig1 ®
MKB113100R06A32SD15 100 6 100 32 | 50 | 144 | 8 3.0 | SDMT1505 v Fig1 o}
MKB113100R06B32SD12 100 6 100 32 | 50 | 144 | 8 2.0 | SDMT1205 x Fig2 | @
MKB113100R07B32SD12 100 7 100 32 | 50 | 144 | 8 2.0 | SDMT1205 x Fig2 | @
MKB113100R06B32SD15 100 6 100 32 | 50 | 144 | 8 3.0 | SDMT1505 x Fig2 | @
MKB113125R07B40SD15 125 7 125 | 40 | 63 | 164 | 9 3.0 | SDMT1505 x Fig2 | @

o iRAERETF Stock oZETHIE Available upon Order
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GESAC

RELERT
High Feed Milling

MKB113 o —
S o - - - S
EtFE#R 5 T .
Shank Fig3
. . R (mm) = ey _
THS Bz 7% Dimensions(mm) Hijs OLEET)Fr P\]m_ Br | EF
Ordering Code Diameters | Teeth R Cligs I Shape | Stock
9 ®D1 | ddm L L1 |Apmax| Insert |cooling P
MKB113032R02P32SD12S 32 2 32 32 160 70 2.0 SDMT1205 x Fig3 ()
MKB113032R02P32SD12 32 2 32 32 200 70 2.0 SDMT1205 v Fig3 ()
MKB113035R03P32SD12 35 3 35 32 200 70 2.0 SDMT1205 v Fig3 )
MKB113040R03P32SD12 40 3 40 32 200 70 2.0 SDMT1205 3 Fig3 [ J
ot fEEETF Stock  oZEFRE Available upon Order
PALYN RIS
Spare Parts
THETR TIR42ET TIREETIRF
Parts Insert Screw Insert Spanner
AR
Shape
ERR
Insert
SI60M4X11-05515 TT15P TT15T
SDMT1205
PSI60M040110-05515B PTT15PB PTT15TB
SI60M5X10.8-07216 TT20P TT20T
SDMT1505
PSI60M050108-07216B PTT20PB PTT20TB
D rMe
IIEFSE
Parameters for Programing Calculations
TR g IR RIZEF R(mm) FIHI3% B = K(mm)
Insert Approximate Corner Remains
IEESS
SD**1205 4.0 0.85 Remains K
BURPAFEN S
SD* * 1505 5.0 1.05 Approximate corner R

090



GESAC

Mould Industry | 1&E

HEFTIHIZEL

Recommended Cutting Data

PIRIERRE L/ 7
. i Cutting Speed mm/tooth
WA H1E Bl tae .
Workpiece Material Hard Grade FEIEI (M) Et}]ﬁj (H)
QICHIESS Vc (m/min) Medium Heav
Cutting(M) Cutting(H)
RN < HB200 s 180 12 15
Mild Steel CAL230 (150-200) (0.8-1.5) (1.0-2.0)
=R, 48N GA4225 - 15 i
Carbon Steel, < HRC35 GA4230 ) )
n Alloy Steel e (120-180) (0.8-1.5) (1.0-2.0)
REN. a8l
120 1.0 12
Carbon Steel, HRC35-45 GA4230
Alloy Steel (90-140) (0.6-1.2) (0.8-1.5)
B
M G == R GM2140 120 08 1.0
Stainless Steel = GA4230 (90-140) (0.6-1.0) (0.8-1.2)
(Ferrite,Martensite)
BEEL. BREHEH
m Cast Iron < HB350 Cka 122 (1 52)5-3?00) ) &1 5) (1 03 0)
Nodular Cast Iron s :
EEKER GH4115 80 0.2 0.3
Quenching Steel AREAE=55 GH4125 (60-100) (0.1-0.3) (0.15-0.4)
E
SDMT JJ REFHEESTIRKAR
The Relationship of Recommended Feed and Depth of SDMT Inserts
TR HE iR ap (mm)
Insert Size 05 1 15 2 25 3
12 1.8 15 1.0 08 ) )
(1.5-2.0) (1.0-1.8) (0.6-1.5) (0.4-1.0)
5 20 1.8 15 1.0 0.8 06
(1.8-3.0) (1.5-2.0) (1.0-1.8) (0.6-1.5) (0.4-1.0) (0.4-0.8)

091
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Chamfer Milling

SPMT

RifsyEII A

Chamfer Milling Inserts

D S
RY (mm) REERES
Dimensions (mm) Coated
PSS
Ordering Code ) =2 9 F0 g e E0 e 0
o ol I - N = = = =
Pls el 3| SR |s|E 82
U] (U] G) (G] o G) G) © (G)
SPMT09T308-CM 9.53 | 3.97 11 () ) @) °
SPMT120408-CM 127 | 476 11 ) ° @) (]

oiEEETF Stock  oFETARE Available upon Order
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Chamfer Milling

MCA130 '-
MR I
Weldon L L
Fig1
_ R (mm) =%
TS ER | 7% |  Dimensions (mm i urispalay we | BR | EF
Ordering Code Diameters| Teeth | ;5 | pgm L L, Apr?;x Gauge Insert Coolant| Shape | Stock
MCA130025R02W25SP09 25 2 25 25 120 | 40 3 SPMT09T308-CM x Fig1 )
MCA130032R03W32SP12 32 3 32 32 | 180 | 40 45 SPMT120408-CM x Fig1 °
oITfERETF Stock  oFEFHE Available upon Order
MCA145 e
K
= ‘0 n ! I
FHEMIER ~
I
Weldon o
_ R (mm) =%
RS BE | 7I# Dimensions (mm E?:m UTR) oy ne | B | EF
Ordering Code Diameters| Teeth | 5 | pgm L L, Aprz';x Gauge Insert Coolant| Shape | Stock
MCA145025R02W25SP09 25 2 25 25 120 | 40 5 SPMT09T308-CM x Fig2 | @
MCA145032R03W32SP12 32 3 32 32 | 180 | 40 7 SPMT120408-CM X Fig2 | @
oITHEREAF Stock  oZEFHE Available upon Order
MCA160 e
60° |
EREMER
Weldon Fig3
RY (mm) =
Tt & | 7% | Dimensions (mm) o8 TOERTIA RS | ER | B
Ordering Code Diameters| Teeth | ¢, | pgm L L, Aprﬁ:x Gauge Insert Coolant| Shape | Stock
MCA160025R02W25SP09 25 2 25 25 120 | 40 6 SPMT09T308-CM x Fig3 | @
MCA160036R03W32SP12 36 3 36 32 | 180 | 40 8 SPMT120408-CM x Fig3 | @

oITfEREAF Stock  oZEFHE Available upon Order

093
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TIVRECIHSIER

MCA130/45/60 Spare Parts

FHER TIRH425T T FHZETIRTF
Parts Insert Screw Insert Spanner
AR
Shape
ERR
Insert
SI60M4X8.5-05512 TT15P
SPMTO9T3
PSI60M040085-05512B PTT15PB
SI60M5X10.8-07212 TT15P
SPMT1204
PSI60M050108-07212B PTT15PB
= 74 sl
HEFTHIS
Recommended Cutting Data
THIIERE A /7]
Cutting Speed mm/tooth
RINTHE gl e
Workpiece Material Hard Grade HiE] (M) =14 (H)
ICHESS Vc (m/min) Medium Heavy
Cutting(M) Cutting(H)
BB < HB200 GA4225 180 0.25 0.4
Mild Steel = GA4230 (150-200) (0.1-0.4) (0.1-0.5)
v D
ﬁ’gff)‘%n ';'te%eﬁm A GA4225 150 03 0.4
Aloy Steel = GA4230 (120-180) (0.1-0.4) (0.1-0.5)
o A
Ebé%ﬁ%n IS:teeeﬁm HRC35-45 GA4225 120 0.3 04
Alloy Steel GA4230 (80-150) (0.1-0.4) (0.1-0.5)
‘f‘%%ﬁﬁg %S
(BREE, DEEHEK) 120 03 0.4
M Stainless Steel S NG Chlley (80-160) (0.1-0.4) (0.1:0.5)
(Ferrite, Martensite)
HEL. BREHHTL
130 03 0.4
m Nogistlon < HB350 GKaT25 (90-160) (0.1-0.4) (0.1-0.5)
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Application Case
me
Face Milling
SEETJ] 5 +MFA1457]{K
SEET Inserts + MFA145 Cutter
T4MR
Workpiece HT250
Material
Isx FEBEHE, T SC
Processing Way Face milling,dry cutting
?u%%?ﬁ Vc=160m/min, fz=1.76mm/t, GESAC
Paramg:-ters ap =0.5mm,ae=40mm
0 5 10 15 20 25
£ RFTA SEET13T3AGSN-KM-GK4125 -
Inserts and Cutter | MFA145-100R07B32-SE13 Hecs royedae
T{4& Workpiece
SNEUJ]F+MFB145/2457]{K
SNEU Inserts +MFB145/245 Cutter
THMIR
Workpiece 45#
Material ‘ ’ ‘ ‘ ‘ o
mIs= SFEEHEl. T cz
Processing Way Face milling,dry cutting
{gjﬁf’:& Vc=220 m/min, fz=0.25 mm/t, GESAC
Paramgters ap =2mm, ae=80mm
o5 10 15 20 25 30 35
fEFAT] AR SNEU1206ANEN-GM GA4230 e
Inserts and Cutter | MFB-245100R08B32-SN12 7;1_11%51; (#H/7IR)
iece (pcs)/edge

T /4B Workpiece
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iR EES]
Application Case
o=
Shoulder Milling
APMTJ] B +MEA1907]¢k
APMT Inserts and MEA190 Cutter
THMIR
Workpiece 50#
Material ‘ ‘ ‘ 0O
O
8. FRINT. T
INIAE= il g e JK
! F lling, -finish milling,
Processmg Way d?’;ecmltl::']gg semi-Tinisn milling
?ﬁf’ﬁ? Vc=296m/min, fz=0.15mm/t, GESAC \
Parameters ap =0.5mm
0o s 10 15 20 25 30
EFET] R FNJIK APMT1604PDER-PM GA4225 o
Inserts and Cutter | MEA190-063R05A22-AP16 IR (#) /7%
iece (pcs)/edge
T/4E Workpiece
APKTJ /5 +MEB190JJ{K&
APKT Inserts and MEB190 Cutter
THMER
Workpiece P20 (25HRC)
Material ‘ ‘ ‘ 0%,
nITA= KRB BEXS KT
Processing way Helical Milling Large Depth
?ﬁ%%ﬁ? Vc=150m/min, fz=0.1mm/t, GESAC
Parameters ap=38mm
0 10 20 30 40 50
fEFRT] RFOTIOR APKT160408R-GM-GA4230 -
Inserts and Cutter | MHB190-050R04A22-AP16 BLRIES (min)
utting Time(min)
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T =61
Application Case
ANKXJJ B +MEC190JJ4Kk
ANKX Inserts and MEC190 Cutter
TR
Workpiece HT250
Material ‘ ‘ ‘
MIA Eeh. BT, T K
Processing Way Face milling,rough,dry cutting
IS |
Cutting Vc=130m/min, fz=0.25mm/t, ap =1mm GESAC (
Parameters
0 10 20 30 40 50
fER7)AFIM ANKX160708R-GM-GK2115 —
Inserts and Cutter | MEC190-063R05A22-AN16 BOTESHE (min)
Cutting Time(min)
WNGU7J K +MEE1907J4%
WNGU Inserts and MEE190 Cutter
TR
Workpiece 42CrMo
Material ‘ ‘ ‘ 0
O
mIs= k. AT, 8 SC 00
Processing Way Face milling,roughing, wet cutting
?ﬁﬁ? Vc=138m/min, fz=0.2mm/t, GESAC 0
Parameters ap =0.3mm
0 50 100 150 200 250
fERTIRF0TK WNGU080608-GM GA4230 » N
Inserts and Cutter| MEE190-063R06A22-WN08 WLEE () /7%
iece (pcs)/edge

T 4= Workpiece JIE Inserts
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I EES ]
Application Case

SDKTJJ F+MES1907J4k
SDKT Inserts and MES190 Cutter

TR
Workpiece HT250 (150HB)
Material ‘ ‘ ‘

EgE. FREINI. T4
gEocheiEsti:ng Way Eﬁ;:finrgilling, semi-finish milling, dry S8
?ﬁﬁ? Vc=200m/min, fz=0.12mm/t, GESAC
Parameters ap =0.3mm

0 1 2 3 4 5

BERR7] RANTIMR SDKT14T3PEER-GM GK4125 - "
Inserts and Cutter| MES190-125R10B40-SD14 ﬁ?if‘z(fcsg‘/t{, g/f”‘

s
= S o

T /4B Workpiece
aSiG
Profile Milling
QTDJ] A +MBA1007]{K

QTD Inserts and MBA100 Cutter

TR
Workpiece Cr12MoV (58HRC)
Material ‘ ‘ ‘
nITB= BRG JD
Processing Way Profile milling
IS 1
Cutting Vc=200m/min, fz=0.5mm/t, ap =0.2mm GESAC 0
Parameters
0 1 2 3 4 5 6

ER7) R FITI0R QTD2506-GH4115

o = INTEHE (h)
Inserts and Cutter| MBA100-025R01P25-QT25 Cutting Time(h)

T /4B Workpiece
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Application Case
RDJJ A +MPA1007J4k
RD Inserts and MPA100 Cutter
TR
Workpiece P20
Material ‘ ‘
Is= {ARZBE. BN, F40 D
Processing Way Profile milling, roughing, dry cutting
TIHIZEL
Cutting Ve=158m/min, fz=1.1mm/t, ap =0.7mm GESAC
Parameters
005 1 15 2 25 35
BRI EFTIUR RDMW1605M0T-BM GP4225 NTEHE (h)
Inserts and Cutter| MPA100-063R05A22-RD12 Cutting Time(h)
[
T 4B workpiece JIF Inserts
RP7] 5 +MPB1007]k
RP Inserts and MPB100
TR
Workpiece 2083
Material ‘ ‘ 0
mnIs= E#E. NI, F J)
Processing Way Face milling, roughing, dry cutting
?ﬁ%%ﬁ? Vc=178m/min, fz=0.67mm/t, GESAC
Parameters ap =0.5mm
0 05 1 15 25
ER7IRF07I RPEW1204MOT GA4230 JTEK (h
Inserts and Cutter| MPB100-063R04A22-RP12 AR ()
utting Time(h)

T /4B Workpiece

J1H Inserts
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Application Case
PRHASE
High Feed Milling
UD/UPJ] F+MKA1107JK
UD/UP Inserts and MKA110 Cutter
TR
Workpiece Q235
Material ‘ ‘
INTH= syt NI, T
Processing Way Pocket milling, roughing, dry cutting M
Jgjﬂﬁ‘? Vc=138.5m/min, fz=1.6mm/t, |
Parameters ap =0.8mm GESAC a0
Ptz EIRIEXEI0.3mm
Failure Mode Abrasion value reaches to 0.3mm

ER7] HFOTIAR UDET080308-MM GA4230

IITHHE (min)
Inserts and Cutter| MKA110-025R02P25-UD08 Cutting Time(min)

T {4 Workpiece JIE Inserts

SDMT7]H+MKB1137J{4&
SDMT Inserts and MKB113 Cutter
T4
Workpiece P20 (37HRC)
Material ‘ ‘ ‘
INTA EgE. NI, T4 JH
Processing Way Face milling, roughing, dry cutting
IS ‘
Cutting Ve=160m/min, fz=1.5mm/t, ap =1mm GESAC
Parameters

0 5 10 15 20

25

30

35

ER7IHFITIR SDMT120512-GM GA4225

Inserts and Cutter| MKB113-063R04A22-SD12 DITEHS (min)
Cutting Time(min)

T{4E& Workpiece
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Guidelines to Icons

LGN iER (7N i8R [7%N WiER
Mark Description Mark Description Mark Description
S| | 150 HRtHAE E 28°45ThE 2k
P hs ISO Standard Shank m 28°Helix Square
R
Shank | WEETR | 1O trofetes RE | o ERS
he 1SO Standard Shank By | 30°Helix Corner Radius
7]
AICINE B | ssmien et “ Bk
- AICrN Coating m 35°Helix Type Ballnose Ballnose
. 40745 f TISRE
ACISIN AICISINI& R ﬁ 40°Helix M Square with
AICrSiN Coating Chamfer
ASURGER \/ BK:
. TIAING - 45°Helix M "
WU | N Conting iy [ o] Chamfer
Helix 28/30° _— im
il | ATiINgsRsE Xy | Veriable Helix Steels
nano Nano Coating AITiN
— 157/40° pRIpvC i) T
we | [ | AICN/TISINER M | Veriable Helix M Stainless Steels
Coati o AITiN/TiSiN
oating | [RISIL Coating X . .
w pULE
ATiN/ AITIN/TISINGK Z 2 Xy | Variable Helix T m Cast Iron
Jul Nano Coating g o8
UELS | AITIN/TISIN : i IFext:
W WUEHER W’\zﬂ:plécle m Non-ferrous
i i ateria )
| TiacrsinigE Dy | Veriable Helix Materials
1 H 1 E==PA ..
TiAICrSiN Coating IS K%ﬂ?ﬁﬁ% | .ﬁ:?:fgiszaﬁ
HESNERE Xy | Veriable Helix Super Alloys,
Normal Diamond " Titanium Alloys
Coating E 1 7)373%7]
BRESNERE 1 Flute Endmills AR
- A High Hardened
Ultra Fine Grain N Materials
Diamond Coating g g?tthe%?lﬁEEdmills
i
E For Side Milling 5‘ 3 707447
=] - 3 Flute Endmills
Cﬁtiigg sk At <
el For Slotting No.of E‘_‘ 4 7332%E7)
Flutes ‘ 4 Flute Endmills
1AFTIEN -
For Profile Milling g z:IhtL%EDd il
ute Endmills
B |z W | 6 s
6 Flute Endmills
RhERA m 15°425ER r“ 12 JI3745T]
Helix m 15°Helix kl_zj 12 Flute Endmills
m 20°48}E R
m 20°Helix
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BRIHT I G F—%
Application Summary of Solid Carbide Endmills
148 . _'%_f‘ T
Heo SUIEHE BT fBINT Fhah

i General p M
Material MC GESAC i Roughin Efficiency
Group LI gning Machining

EIEINT HnT
High Speed Micro
Machining Machining

WM. A=M(<35HRC)
Carbon Steel,Alloy Steel
(< 35HRCQ) UPR100

UPR210

B4R (35-48HRC) upa1o [NEW]
(=S o -
n > Alloy Steel (35-48HRC) S upn2io | OP210

W | m

Awro—=

PHE KR/ DN
(<35HRCQ)
PH,Ferritic,Martensitic
Steel(< 35HRC)

SH260-H SPM200

(NEW] (NEW]

] TR
M 3 Stainless Steel

SPM200

NEW]

IREEER, BREBFEEA( < 32HRC) UPR100

Grey Cast Iron,Nodular Cast
y o UPR210

2HR NEW|
m (<32HRC) UP210 SP210

=asoon UPN210

(35-45HRC) NEW
High-alloy Cast Iron

(35-45HRC)

nN—

SPM200

NEW)

REREE. HERS
(Si<12%)
Wrought Aluminium Alloys/
Cast Aluminium Alloys
(Si<12%)

N —

FHEEEE(Si > 12%)

3 Cast Aluminium Alloys
m (Si>12%)

SPM200

(NEW]

fAEa%€ (<200HB)
Copper Alloys < 200HB)

A=, E6H
5 Graphite, Composite
Material

SG200

=8N (45-55HRC)

Hardened Steel(45-55HRC) | H160

SH260-H

A8 (55-60HRC) N

Hardened Steel(55-60HRC) FAEEA | R0

3 =8N (> 60HRC)
4 Hardened Steel(55-60HRC)

SH260-H SPM200

(NEW) (NEW)

SH300-H

103
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Series Introduction

UP210@AB N0 LIz%H57]
UP210 Endmills for General Purpose

- ERTEBN, FHkE(<48HRORINNIT

Suitable for steels and cast iron(<48HRC).

- XEASHRRAICRIRE, TSR, MER;

High performance AICr series coating, high temperature resistance and
high wear resistance.

- BETMERL, KL, WL, TRESMISEIRE.

Adapt to several kings of cooling conditions, for example oil.

SP210/=3IN 3z5t87]
SP210 Endmills for High Efficiency Machining

- ERTEEN. HHiE(<48HROSEIUINT;

Suitable for high efficiency machining of steels and cast iron(<48HRC).
- TEIRBIERA. AFTIERIT, AERENTERED;

Variable helix angle and differential flute pitch,reduces vibration.

- BRTAUR. KAUIEASHIIE HURRIET) |

Applicable to high efficiency machining of large cutting

depth (ap) ,large cutting width (ap) .

UPR100#EANTIZ%ET]
UPR100 Endmills for Rough Application

- ERTEBN, HHkEH(<48HRORIIEINT

Suitable for roughing steels and cast iron(<48HRC).

« REFREOT OTBIERE, ERTTHREEFIMERENT.

Special chip-breaking cutting edge design,for roughing applications.
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Series Introduction

UPR210480T37%57]
UPR210 Roughing Endmills

- ERTEBEN. iR (<48HRORIEMNT;
I Suitable for roughing in steel and cast iron(<48HRC) .
- REFVEREF IR, SBXBRES.

Standard knuckle-type teeth design gives high metal removal rate.

UPN2104E1 T z3%7] f
UPN210 Roughing Endmills

- BRTEER. HHME(<48HROERBINTI. BEINT, ERERES,
Suitable for semi-finishing and roughing in steel and cast iron(<48HRC) ,
provides high metal removal rate.

- RAGHAMTEAIRIT, ST ERERENT.

Flat knuckle-type teeth design raises quality of production by
suppressing chattering.

SH160=75M(48-55HRC)IN T 3z%% 7]
SH160 Endmills for Hardened Steels(48-55HRC)

- SRR, FRAERT, BTSERERNI,

High toughness matrix materials,special angle design special for
hardened steels processing.

« JERT48-55HRCEERAIHAEIN T ;

For hardened steels(48-55HRC) semi-finishing.

© EEERSISEIHERA.

Recommended to use air or oil mist cooling.
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Series Introduction

SH260-H SfEsMIN @A %]
W SH260-H Endmills Optimized for Hardened Steels

* BAT30~60HRCEEEMHATSINTI. FHEINT;

Suitable for semi-finishing and finishing of 30~60HRC hardened steels.

- EE. SRS TR RASERE, BRERERTIEERED;
High strength, high toughness matrix materials with newly developed
coating, lengthens the tool life significantly.

« TRISHOREELENS, SO MAYSIERAARIIN T ;

Unique flute structure, enables spectacular hardened steels milling.

| a s - HEERRSEIHERA.
—— - — Recommend to use oil or oil mist cooling.

SH300-H ErERINT ST """
SH300-H Endmills Exclusive Use for Hardened Steels

- EFATA5~7TOHRCEREEMFIAIEINT. &L ;

Suitable for semi-finishing and finishing of 45~70HRC hardened steels.

. ijﬁ%ﬁili EHMREARE R SHANESERE, BHREKTIERE
%5,

Newly high strength, high toughness matrix materials with newly developed
coating, lengthens the tool life significantly.

- TRENRT, SRERRERE, TNSMSEEREEINL,

Special tool design, high precision control, enables spectacular hardened
steels machining.

i
:r. FH200-H SfENE e T E A 5]

{T i’ FH200-H Endmills Exclusive Use for Hardened
l | 1| Steel High Feed

] « AT 35~65HRCEREMHAISHELSHENT

Dedicated to high feed rough machining of 35~65HRC high hardness
material.

« SPRSERENST, STOSNEHER, SSEHAINT, SEIRENTRER;
Special-purpose tool type design, perfect implementation thin cutting
effect, realize high feed rough machining, significantly improve the
processing efficiency.

I - JEXAFBEERSSENR, FERHT—ASERE, £ERERSm

Bt SEREE, BRTEMIR

Use newly super fine carbide matrix, and match with new generation hard
coating, that enables high wear-resistant as well as high thermal stability
for various working condition.
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Series Introduction

SG200GRINT37%%7]
SG200 Endmills for High Speed Machining
of Graphite

- RBEENERE REMERRSELS, BEsED, TENES;
Using diamond coating, enhanced adhesion between coating and
substrate, provided with high adhesion and tool toughness.

- BAESRGREE, BERIFNMEN, RIEKEHINT;

High-purity diamond coating film ,good wear resistance ,long-life
processing.

- ERTAEER. ARHRSOSETHIFEINTIENT, EFERSL.
Suitable for semi-finishing and finishing of graphite parts, such as
graphite electrode and graphite products. Air cooling is recommended.

SPM200 /IMERINT37$%7]
SPM200 Endmills for Small & Cavity Milling

ERTERN. SN, FEN. 1. EaeSMR (BE<HRCSS) AOR
ARERINT;

Suitable for deep cavity micro-processing of carbon steel, alloy steel, i
hardened steel, copper &aluminum alloys etc., which hardness is less
HRC55.

- SFEEREREE. BRLICER. RIMEERRARERER(hS);

High precision diameter, ballnose profile ,R profile and shank (h5).

< REASMREAICISINGRKIRR, ISR, MIER;

High performance AICrSiN nano coating , high temperature
resistance and high wear resistance.

- RIRAE N ETRIT.

Special angles with reduced neck design.
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JNERFER (KFRY)

Endmills Index -Tool Series

ERAM | e | JETD tIEISE
AL g .. RI%* =
T = Z) S A = N =
| Noof | TR | e TEERBINY Fome | RURE | Tng | mE
Material Flutes Type Coating Description Type Range Dimension Paramet%rs
Page Page
UP210
[2] !E.! T Length g |UP210-S52 | D1~ D20 | 120 | 306
B P 2L _
[2] ! e S Pretandard Length  SEmmm |UP210-S2 | D1~D20| 121 | 306
[ | N | 2 DED¥L : -
[2] ! el | > Fiute, Long Flute Length =S |UP210-SL2 | D2~ D20 | 123 306
[ | N | 2 DRSS -
[2] ! | 2 e Long Shank Lengm UP210-SH2 | D2 ~D20 | 124 | 306
B 0w . ] )
ﬁ] ! Rl | 3 Flute Standard Length i | UP210-S3 D2 ~ D25 | 125 306
r4‘ !. & TN F Length fmmg |UP210-SS4 | D1~D20 | 126 | 307
AN LU IERESS :
Ly 4 Flute, Standard Length g | UP210-S4 D1 ~D20| 127 307
7\ !l M| 4 DRDFL i
M l4‘ Wl |/ Flute, Long Flute Length e BN UP210-SL4 D1 ~D20 | 130 307
il AN Ll oo [ ; ] ~
Steels, l4‘ | 4 Flute, with Long Shank Length UP210-5H4 b2 ~ D20 132 307
Cast Iron
v R - IECPARES -
E6J & AICISiN |1 Flute, Standard Length (s | UP210-S6 D6 ~ D20 134 307
Ez] g gﬁﬁ‘eﬁémer Radius ey | UP210-R2 D1 ~D20| 135 306
N 2 DKwmERL — N
[ZJ M 2 Flute Corner Radius, with Long Shank Length UP210-RH2 D4 ~ D20 138 306
o | W 4 7DRfFL ; Y i -
l4‘ ry |l | 4 Flute, Corner Radius UP210-R4 D1~ D20 140 307
~\ W 4 DKEERL [ : N
l4d bl | 4 Flute Corner Radius, with Long Shank Length UP210-RH4 D3 ~D20| 143 307
[2] “ gﬁlﬁ:z:kBallnose g | UP210-B2 D0.8 ~ D20| 145 309
[21 s | 2 Flute Ballnose, with Long Shank Length UP210-BH2 b2 ~ D20 147 309
r4‘ “ norsi| I eB@® |UP210-B4 | D2~D20| 149 | 309
™1 \V N | 4 DEIfF%] 60° [EA s
l4‘ AlCrSiN 4 Flute, Chamfering Milling Cutters 60° UP210-L60 D4 ~ D20 151 310

© JEHEES Most Suitable

108
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Workpiece Material

M

1234 56 123 123 123 4 5 123 4 1 2 34
iz R AasE, BE5e
B8N | sy | THW e BEE | BEE | SAME | Heat REE | BEN | SER | SR
(B0 | oy S| SBES | ol ATk Copper | Gt | RESEGN | Tigum | Haene | aggend | Hogdened
Steel Materials | Alloys
< 35HRC| < 48HRC 45-55HRC|55-60HRC| > 60HRC
© © e} ©
© © e} ©
© © e} ©
© © o) ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © e} ©
© © O © @) @)
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Endmills Index -Tool Series

20| ma | B2 g | ROE |THEH
) Noof | FAR | sa2 TIEEMRINY wppme | RURE | Tt | s
Workpiece| ¢y v Endteeth\o2tin Description Type Diameter | . : Cutting
Material Type 9 P P Range D'”SSSZ'C’" Pargmeters
age

P‘ m : 4 Wﬁﬂﬁﬁﬂ 90o m ﬁ‘
t"‘ ASN 4 Flute, Chamfering Milling Cutters 90° UP210-L90 D4 ~ D20 152 310
P‘ \, / N | 4 7DEIFA%T] 120° E@ _— B .
l4‘ AGSN | Flute, Chamfering Milling Cutters 120° UP210-1120 D4 ~ D20 153 310
SP210
!. N | 3 DELERGE e R _ ~
F_),] AICISIN 3 Flute, with Variable Helix SP210-S3 D2.5 ~ D20 154 310
u 3TVTPAIIEIE (IREIR) i ] .
5. B 3 e e charmie sP210-C3 D6 ~DI6) 15> | 310
o\ | !I A TPLIUENE (TIREID) g
l4d AlCrSIN 4 Flute, Variable Helix with Chamfer SP210-C4 D3 ~ D20 156 3N
AN LU [BRAR et E—
l4d ALCrSiN 4 Flute, with Variable Helix SP210-S4 D2 ~ D20 158 311
PV L P 4 THESIEELUENE (TIRfEf) e—————aas ) -
l4‘ @ |/ Flute Variable Helix with Chamfe, with Reduced Neck SP210-CN4 D3 ~ D20 159 3
AN | U, ... [ERE:ES [~~~ ) .
l4‘ M | 4 Fiute Corner Radius, with Variable Helix SP210-R4 b3 ~ D16 160 311
AN UL IRES==E8 —r
zggt (4‘ W | 4 Flutes with Long Corner Radius, with Variable Helix SP210-RH4 D4 ~ D12 162 311
Steels, TS _
caairen| P2 ) | NG [ | 2 ek S | 5p210-B2 D1 ~D12| 163 313
Balinose 2 Flute, Ballnose
W | 2 TRk —— ]
[ZJ 2 Flute Ballnose, with Long Shank Length SP210-BH2 D4 ~ D12 164 313
UPR100
AN | 1. IEEE et o .
l4‘ TIAIN 4 Flute Square , with Roughing Geometry UPR100-54 D6 ~ D20 165 314
UPR210
1 W | 2EmTEL QEm e -
|4‘ AlCrSIN 4 Flute Square, with Roughing Geometry UPR210-54 D6 ~ D20 166 316
UPN210
AN UL IR >N new —
l4‘ AN 4 Flute Square, with Roughing Geometry UPN210-54 D6 ~ D20 167 317

© IEHEIES Most Suitable O —figI&& Suitable
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Tt
Workpiece Material
1234 56 123 123 123 4 5 123 4 1 2 34
BN, £2. | mEae _ _ _
BeW | aem | AAN | gu | BAS | AR | SAMH | Heat | HAS | BEN | BEN | SEN
Carbon | Allov Steel Stainless Cas‘tlron Aluminium| Copper | Graphite, | Resistant | Titanium | Hardened | Hardened | Hardened
Steel,Alloy Yy Steel Alloys Alloys Composite|  Super Alloys Steel Steel Steel
Steel Materials | Alloys
< 35HRC| < 48HRC 45-55HRC|55-60HRC| > 60HRC
) © e} © @) @)
©) © e} © @) @)
© © o) ©
© © o) ©
® ® o ®
© © o) ©
® ® o ®
© © 0] ©
® ® o ®
® ® o ®
® ® o ®
©) &} e} © ) @)
® ® o ® o
© © o) © O
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Endmills Index -Tool Series

S| s | BT . T |HIBH
o Aot ity 2 LR spms | [IP8 | 55| 78
Material Type Range m;’:gzlon Parla)%eeters
SH160
[ZJ !m!. Sﬁjczikswndard Length ey | SH160-52 D0.5 ~ D20| 168 318
{4] g fr‘r,lz?lf(j,kStandard Length — | SH160-S4 D1 ~D20 | 170 318
E g iﬁlﬁ:ﬁ\iﬁ?‘; Long Shank Lengthi_ﬁ SH160-SH4 | D3 ~ D12 | 171 318
[6_‘1 !m-, Ziﬁf Standard Length (e | SH160-S6 D6 ~ D20 | 172 318
[ZJ g §ﬁ§§rner Radius Y | SH160-R2 D2 ~D12 | 173 318
E‘] M 22§émer Radius i | SH160-R4 D2 ~D12 | 175 318
F"] M ilgﬁﬁcﬁi Radius, with Lom::j Shank Length | SH160-RH4 | D6 ~ D12\ 177 318
EZJ §€?§§Balln05e e | SH160-B2 D05 ~ D16| 178 319
H'?Slrtge%j?d rZJ Sﬁtﬁzﬁgﬁose, with Long Shank Length SH160-BH2 | D4 ~ D12 | 179 319
E‘} i?ﬁfsa”nose P | SH160-B4 D2 ~D16 | 180 319
SH260-H
Ez] !M-’ | 5 A andard LE?gh e | SH260-52-H | D1~D12| 181 | 320
[ZJ g e Sﬁﬁfﬁ”; Reducﬁﬂeck—- T |SH260-SN2-H | D1 ~D6 | 182 320
E‘r] !; TIAICISIN 32§§Standard LEE-Sth & """ |SH260-S4-H | D1 ~ D20 183 321
E g iﬁﬁiﬁ \,qv:,t’ﬁ Long Shank Length | SH260-SH4H | D1 ~D20 | 184 321
E’] g ﬂﬁfm\,ﬁfﬁ Reducﬁ'ﬂ,eck:‘* SH260-SN4-H | D1 ~ D12 | 185 321
E"] g iﬁﬁ? iz,%g Fmtelg'?gth === w»a | SH260-SL4-H | D1 ~ D16 | 186 321
F’] g f{ﬁfﬁ,mer Radl‘ﬁﬂ e "w& | SH260-R4-H | D1~ D12 | 187 321

© JEHIES Most Suitable
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Mould Industry | #EE
Tt
Workpiece Material
B @A D
1234 56 123 123 123 4 5 123 4 1 2 34
BRE. A=, =EEe
BN | sy | THW sE ar=k WEE | SAME | Heat REE | BEN | SER | SN
(Coten | oy See | SBSSE | Cotron MU | Copper | Grapite | Resant | Tigir | Hagien | Hagden | Harsenc
Steel Materials | Alloys
< 35HRC| < 48HRC 45-55HRC|55-60HRC| > 60HRC

©
©
©
©
©
©
©
©
©
©

O © © ©® e}

o @ ® ® o

O © © ® e}

o @ ® ® o

O © © © O

o @ ® ® o

O © © © O

113

s|liwpu3 apiqJed pljoS ISFHHPIDHE DG &



s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE
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GESAC

JNERFER (KFRY)

Endmills Index -Tool Series

=R x| JEJD TIEISE
wy | TIE X . INDES =
I*Z*zl' ﬂ;:{x NN = Z = Rj“/‘BE ARG
Workpiece L\:S{ZZ End/teeth Clﬁ{'i ﬂ%@ﬁ}fﬁ%ﬁé %\?UQ? Diameter . ﬁﬁ% Cd;tﬁEg
Material Type oating escription ype Range D|ngens|on Parameters
By Page
AN | 1. SRS e o _
l4‘ TACSN Y Flute Corner Radius, with Long Shank Length SH260-RH4-H | D4 ~ D12 190 321
AN UL IR e e
l4‘ K| 4 Flute Comner Radius, with Reduced Neck SH260-RN4-H | D1 ~ D12 192 321
rzl “ TACIS sﬁﬁfBa”nose [NEW] S |SH260-B2-H | D1 ~ D16 | 194 322
N | 2 JDHARERSL (NEW I -— N
[ZJ 2 Flute Ballnose, with Long Shank Length SH260-BH2-H | D2 ~ D12/ 195 322
UM ook N e————— _BN2- ~
[ZJ — 2 Flute Ballnose, with Reduced Neck SH260-BN2-H | D1 ~ D12 196 322
SH300-H
N 2 Dk
e — -S2- ~
[2] g TIAICISIN 2 Flute, Standard Length SH300-S2-H D1 ~ D12 198 323
e | 2 IS -
rZJ g TIAICTSIN 2 Flute, with Reduced Neck — SH300-SN2-H D1 ~ D6 199 323
E !é TCISIN iﬁf‘?‘?iﬁ Length e ] | SH300-SS4-H | D1 ~ D16 | 200 323
s — -S4- ~
HaSrt%ZTsed l4d g TIAICTSIN 4 Flute, Standard Length SH300-S4-H D1 ~ D20 202 323
o) | W | 4 DRk — " " Y ena. -
l4d TIAICISIN 4 Flute, with Long Shank Length SH300-SH4-H | D1 ~ D20 204 323
o\ WO | 4 DRIk -
.4 K 4 Fute Long Flute Length gl | SH300-SL4-H | D1 ~ D20 | 206 323
o\ WO | 4 THGREL
.4 Kl | 4 Ficte, with Reduced Neck ~ === | SH300-SN4-H | D1 ~ D20 | 208 323
A, e | 6 7L
[ ——————w i -S6- ~
[6J g TIAICTSIN 6 Flute, Standard Length SH300-S6-H D6 ~ D20 211 324
A | TR
E6 Y !é AN gaﬁzﬁiﬁsmnk Length TS SH300-SHG-H | D6~ D20 | 212 | 324
A, W | 6 D TIFELT]
[y - - ~
[6-1 g TIAICISIN 6 Flute, Long Flute Length = SH300-SL6-H | D6 ~ D20 213 324
[2] g s gﬁeﬁé ot Radius e | SH300-R2-H | D1 ~ D12 | 214 | 323
. e zmﬁém%% _— ~ B -
[ZJ &a ksl | 2 Flute Corner Radius, with Reduced Neck SH300-RN2-H | D1 ~ D6 216 323
AN | I, . [E¥l=:08
. a3 -R4- ~
l4d TIAICISIN 4 Flute, Corner Radius SH300-R4-H D1 ~ D20 217 323

© FE
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GESAC Mould Industry | #&E

Tzt
Workpiece Material
1234 56 123 123 123 4 5 123 4 1 2 34
TN, Aa%E. =N e . . .
BEWN | agw | THW sur BE HEE | SaME | Heat HEs | BN | SEN | SN
Carbon | Ajlov Steel Stainless Gastiton Aluminium| Copper Graphite, Resistant | Titanium | Hardened | Hardened | Hardened
Steel, Alloy Y Steel Alloys Alloys | Composite| Super Alloys Steel Steel Steel
Steel Materials | Alloys
< 35HRC| < 48HRC 45-55HRC|55-60HRC| > 60HRC
@) © © © @)
@) © © © @)
@) © © © @)
@) © © © O
@) © © © @)
@) e} © ©
(@) @) © ©
) o) © ©
(@) (@] © ©
) o) © ©
(@) @) © ©
(@) 0] © ©
(@) @) © ©
@) e} © ©
(@) @) © ©
@) e} © ©
@) e} © ©
(@) @) © ©
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GESAC

JNERFER (KFRY)

Endmills Index -Tool Series

B | e | ETD tIEISE
T | DB ER | ’ e | RwE | RIE | TEE
Workpiece L\:St'gz End/teeth C"%}; 7] %@ff_]’(&é‘ll‘ﬁ, ;ﬁ?ﬂﬁgq Diameter . ﬁﬁ% cﬁ;tﬁizg
Material Type oating escription ype Range Dimension |p = 1 etars
Page Page
o\ | !I W 4 DRWERL —_—
l4‘ | - Flute Corner Radius, with Long Shank Length SH300-RH4-H | D1 ~ D20 | 220 323
AN U s lBRLS=0=ES S
l4‘ e | 4 Flute Corner Radius, with Reduced Neck SH300-RN4-H | D1 ~ D12 | 223 323
‘ ma N
E6 5 4 g TGS gﬁeﬁ@éﬂ or Radius = | SH300-R6-H | D6 ~ D20 | 229 324
A | . W | 6 TIEHEERAL T — ]
E6J &ﬂ 6 Flute Corner Radius, with Long Shank Length SH300-RH6-H | D6 ~ D20 | 231 324
rzl “ s I e e | SH300-B2-H |D0.6 ~ D12| 233 324
W | 2 TR —_— )
[ZJ Ea..,, 2 Flute Ballnose, with Long Shank Length SH300-BH2-H D06 ~ D12 235 324
' N | 2 JysEmERsL —__ 4 ~ _ -
rZJ TIAICISIN 2 Flute Ballnose, with Reduced Neck SH300-BN2-H |D0.6 ~ D12| 237 324
N r4‘ R allnose e |SH300-B4-H | D2~ D12| 241 | 325
Hardened
Steels | P N | 4 TDARERSL [ — —— . .
(4‘ 4 Flute Ballnose, with Long Shank Length SH300-BH4-H | D2 ~ D12 242 325
A | ' B | 4 JDKEERSL | N
l4d | 4 Flute Ballnose, with Reduced Neck SH300-BN4-H | D2 ~ D12 | 243 325
FH200-H
E g AIBRBL o dise | = FH200-R4-H | D1~DI2| 244 | 326
AN Ul | BRassEEES —
l4‘ B8 4 Flute Corner Radius, with Reduced Neck FH200-RN4-H | D8 ~ D12 246 326
A | TEES
[6 Y g IR e et |FH200-R6-H | D6 ~D20| 247 | 327
v @ W s kmEm —
[6J &ﬂ 6 Flute Corner Radius, with Long Shank Length FH200-RHE-H | D6 ~ D20 | 248 327
A | . W 6 DKFERAL _
[6_1 &ﬂ 6 Flute Corner Radius, with Reduced Neck FH200-RN6-H | D6 ~ D20 | 243 327

© 3EHEIES Most Suitable
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Ttz
Workpiece Material

1234 56 123 123 123 4 5 123 4 1 2 34

TRE. B=E, [=he=r - . -

GEM | ety | TBN | ga | B8 FEE | SaMk | Heat | HE® | BEN | BEN | SER

Carbon AIE Steel Stainless Cast Iron Aluminium| Copper | Graphite, | Resistant | Titanium | Hardened | Hardened | Hardened

Steel,Alloy Yy Steel Alloys Alloys Composite|  Super Alloys Steel Steel Steel
Steel Materials | Alloys

< 35HRC| < 48HRC 45-55HRC|55-60HRC| > 60HRC
O o) © ©)
@] @) © ©
(@) @) © ©
@] @) © ©
(@) @) © ©
@) e} © ©
(@) @) © ©
@) e} © ©
(@] @) © ©
(@] @) © ©
© © © ©
© © © ©
© © © ©
© © © ©
© © © ©
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Endmills Index -Tool Series

=R x| 7] tIEISE
AL 3 = RI%* =
I Z 3 2 S /] 1= N =
| oot | TR | sam TIREFRIN gorms | ROCE | Tnm | o
Material Flutes Type Coating Description Type Range Dimension Paramet%rs
Page Pa
ge
$G200
2 D9k
=ﬂ= - e ad
Ez] g m 2 Fluts, Standard Length SG200-S2 D04 ~ D12| 250 329
2 TIFTESL _—r— .
rZJ g M 2 Flute, with Reduced Neck 5G200-5N2 D1~ D12 252 329
309k —_— e : -
ﬂ g M 3 Flute, Standard Length 56200-53 D1~ D12 254 329
l4d e 4 Flute, Standard Length 5G200-54 D2~ D12 256 329
A% . 2 Rk —_— = ~
Graphite EZJ &5 m 2 Flute, Corner Radius 5G200-R2 D1 ~Di2) 257 329
a 2 TIKEE Ak —_— ) )
[2] &: 2 Flute Corner Radius, with Reduced Neck 5G200-RN2 D1 ~ D6 259 329
oA N | | 4 TRk
. e ) - ~
|4‘ 4 Flute, Corner Radius 5G200-R4 D2 ~ D12 261 329
ANl | | 4 IRk —as : .
l4‘ 4 Flute Corner Radius, with Reduced Neck SG200-RN4 D2~ D12 262 329
Ez] “ M 2T ose gy |SG200-B2 D05 ~D12| 264 | 330
2 THEmERSL — e ) .
EZJ m 2 Flute Ballnose, with Reduced Neck 5G200-BN2 DO.5 ~ D12) 265 330
SPM200
:gi—i 2 DRITEL N
’ Y TS R -
Hee [ZJ g 2 Flute, with Reduced Neck SPM200-SN2 | DO.T ~ D6 268 331
el SN U B SPM200-RN2 | D02 ~ D6 | 274 | 341
c::tte?rg'n, 2 Flute Corner Radius, with Reduced Neck :

=
(=3
2]
=

Copper F‘ 4 TSRS
Alloys, I)\ﬁ% _ ~
Hard%yrfed l4‘ &a 4 Flute Corner Radius, with Reduced Neck SPM200-RN4 | D1 ~ D6 288 363

=
(=)
]
=

Steels
N | 2 DIk L = -
[2] 2 Flute Ballnose, with Reduced Neck SPM200-BN2 | DO.T ~ D6 | 234 368

© IEEIES Most Suitable O —fRIES Suitable
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Ttz
Workpiece Material
1234 56 123 123 123 4 5 123 4 1 2 34
TRE. B=E, [=he=r - . -
GEM | ety | TBN | ga | B8 FEE | SaMk | Heat | HE® | BEN | BEN | SER
Carbon AIE Steel Stainless Cast Iron Aluminium| Copper | Graphite, | Resistant | Titanium | Hardened | Hardened | Hardened
Steel,Alloy Yy Steel Alloys Alloys Composite|  Super Alloys Steel Steel Steel
Steel Materials | Alloys
< 35HRC| < 48HRC 45-55HRC|55-60HRC| > 60HRC
@) (@) ©
(@) O ©
@) (@) ©
(@) O ©
O (@) ©
O O ©
(@) O ©
O (@) ©
O (@) ©
@) (@) ©
© © O © (@) © @] O © O
© © @) © @) © o) @) © @)
© © O © (@) © @] O © @]
© © o) © @) © o) @) © @)
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UP210-SS2

27158713k
2 Flute, Stub Length

Uj _ 7@§ Fig? ﬁ
e —— =@ o L [

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordg;:\m);%Code B Lc L d Fig:el=lg No. S%E’_rk
UP210-SS2-01002 1 2 50 4 1 ()
UP210-SS2-01502 1.5 2 50 4 1
UP210-S52-02003 2 3 50 4 1 [ J
UP210-SS2-02504 2.5 4 50 4 1 @)
UP210-SS2-03005 3 5 50 4 1 @)
UP210-SS2-04006 4 6 50 4 2 ()
UP210-SS2-05008 5 8 50 6 1 [ ]
UP210-SS2-06009 6 9 50 6 2 [ ]
UP210-SS2-07010 7 10 60 8 1 @)
UP210-SS2-08012 8 12 60 8 2 (]
UP210-SS2-10015 10 15 75 10 2 ()
UP210-SS2-12018 12 18 75 12 2 [ ]
UP210-SS2-14021 14 21 100 14 2 @)
UP210-SS2-16024 16 24 100 16 2 [ ]
UP210-SS2-18027 18 27 100 18 2 @)
UP210-SS2-20030 20 30 100 20 2 ¢)

oiEERF Stock D AETol
oFETAXE Available upon Order D<12 —8.02
D>12 o3

BAfizunit (mm)

T 4#4%} Workpiece Material

1234 5 123 123 123 4 5
. A‘ > Py
BN, aEi m@%l?l T o .
(<35HRQ) (48HRCLATF) Stainless 2273 a& Was aE
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OF&ER Most Suitable o 1&& Suitable

HEETHISS % p306

Cutting Parameters
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UP210-S2

270k
2 Flute, Standard Length

?

s

ST

Fig2

- =

= Q-] JL U

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ordg;%%éode - Le L d Fig;%No, S%jc;zk
UP210-S2-01003 1 3 50 4 1 [ ]
UP210-S2-01504 1.5 4 50 4 1 [ ]
UP210-S2-02006 2 6 50 4 1 [ ]
UP210-S2-02508 2.5 8 50 4 1 (]
UP210-S2-03009 3 9 50 4 1 [ ]
UP210-S2-63009 3 9 50 6 1 ()
UP210-S2-03509 35 9 50 4 1 °
UP210-S2-63509 35 9 50 6 1 [ ]
UP210-S2-04011 11 50 4 2 [ ]
UP210-S2-64011 11 50 6 1 [ ]
UP210-S2-04513 4.5 13 50 6 1 [ J
UP210-S2-05013 5 13 50 6 1 [ ]
UP210-S2-05516 5.5 16 50 6 1 @)
UP210-S2-06016 6 16 50 6 2 ()
UP210-S2-06516 6.5 16 60 8 1 @)
UP210-S2-07020 7 20 60 8 1 ()
UP210-52-07520 7.5 20 60 8 1 [ ]

oi@&gﬁ Stock AETol
oFEFRAE Available upon Order D<12 —8.02
D>12 o3

T /415 Workpiece Material

BafSunit (mm)

1234 5 123 123 123 4 5
KN, B8 =F
BN, A2 n@ﬂ?ﬂ TR o . "
(<35HRC) (48HRCLLTF) Stainless {7273 =] BEE faz=
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFRIES Most Suitable

HETHISS 5 p306

Cutting Parameters

0 1&& Suitable
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UP210-S2

270k
2 Flute, Standard Length

°

S0

AR

S

=@l DL |1

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

) £Ea7 Continue

1T5E ES BEfF
Orderi@ Code D = L d Figure No. Stock
UP210-S2-08020 8 20 60 8 2 [
UP210-S2-08523 85 23 75 10 1 O
UP210-S2-09023 9 23 75 10 1 [
UP210-S2-09525 9.5 25 75 10 1 [
UP210-S2-10025 10 25 75 10 2 [ )
UP210-S2-10526 10.5 26 75 12 1 O
UP210-S2-11028 11 28 75 12 1 [
UP210-S2-12030 12 30 75 12 2 [
UP210-S2-13032 13 32 100 14 1 [
UP210-S2-14034 14 34 100 14 2 [ )
UP210-S2-15036 15 36 100 16 1 O
UP210-S2-16036 16 36 100 16 2 [
UP210-S2-17040 17 40 100 20 1 [
UP210-S2-18040 18 40 100 18 2 [
UP210-S2-19040 19 40 100 20 1 e}
UP210-S2-20045 20 45 100 20 2 [
Oﬁ%ﬂﬁﬁ_ Stlocki(l ond D KETol
oFEFliE Available upon Order
= P D<12 B02
p>12 Sos
B{7unit (mm)
T 4#4%} Workpiece Material
1234 5 123 123 123 4 5
BN, aEi ‘%@%I?l AR " .

c (<35HRQ) (48HRCLAF) Stainless 2273 HE iEI=E aE
arbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)

© © O ©

OFRIES Most Suitable

HEETHISS % p306

Cutting Parameters
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UP210-SL2

2RTIFk

2 Flute, Long Flute Length

&

E‘*ﬂﬁ Figt
Lc

Fig2

e e ——

= Q|- HL L

L L#’ FRICIBBIESEP102T  See page 102 for guidelines to icons
Ordgﬂ:%%code - = L d Figt%.;:IE No. S%)Tc?k
UP210-SL2-02015 2 15 75 4 1 [ ]
UP210-SL2-03025 3 25 75 4 1 )
UP210-SL2-04030 4 30 75 4 2 [ ]
UP210-SL2-05030 5 30 75 6 1 ([ ]
UP210-SL2-06035 6 35 75 6 2 [
UP210-SL2-08040 8 40 100 8 2 ([ ]
UP210-SL2-10045 10 45 100 10 2 [ )
UP210-SL2-12050 12 50 100 12 2 [ ]
UP210-SL2-14055 14 55 100 14 2 [ ]
UP210-SL2-16060 16 60 150 16 2 [
UP210-SL2-18065 18 65 150 18 2 [ ]
UP210-SL2-20070 20 70 150 20 2 ()
oiRAEEETE Stock AZETol
oFEFRAE Available upon Order b<12 -8,02
D>12 $os

T/441%} Workpiece Material

BAfizunit (mm)

M

1234 5 123 123 123 4 5
pas pas
B, ASH B S R .
(<35HRC) (48HRCLAF) Stainless 7S A5 HaE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

oERIES Most Suitable

HETHISS 5 p306

Cutting Parameters

o 1&& Suitable
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UP210-SH2

PUALS R TS
2 Flute, with Long Shank Length

< - {;aﬁg Fig1 ﬁ
=& @S

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordg;%;%Code B Le L d Fig:;=I5 No. S%)Tc?k
UP210-SH2-02006 2 6 75 4 1 ()
UP210-SH2-03009 3 9 75 4 1 [ ]
UP210-SH2-63012 3 12 75 6 1 [ ]
UP210-SH2-04011 4 11 75 4 2 o
UP210-SH2-64011 4 11 75 6 2 [ ]
UP210-SH2-05020 5 20 75 6 1 (]
UP210-SH2-06016 6 16 100 6 2 (]
UP210-SH2-06020 6 20 100 6 2 [ ]
UP210-SH2-08025 8 25 100 8 2 (]
UP210-SH2-10030 10 30 100 10 2 [ ]
UP210-SH2-12035 12 35 100 12 2 ()
UP210- SH2-14036 14 36 150 14 2 @)
UP210-SH2-15035 15 35 150 16 1 @)
UP210-SH2-16036 16 36 150 16 2 (]
UP210-SH2-18045 18 45 150 18 2 @)
UP210-SH2-20045 20 45 150 20 2 ()

otWERETE Stock D AETol
oFEFRRE Available upon Order D<12 —8.02
D>12 $os

B{7unit (mm)

T 4#44%} Workpiece Material

1234 5 123 123 123 4 5
N, A2 =R TR
(<35HRQ) (48HRCLLF) Stainless 7S 85 mEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

oERiEA Most Suitable o i&& Suitable

HEETHISS % p306

Cutting Parameters
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GESAC Mould Industry | #&E

UP210-S3

3Dk
3 Flute, Standard Length

S T =] o~ HL (L

2]

L L IRCHEBIEEEPI02E See page 102 for guidelines to icons
Ordggﬁg%Code B Le L d Fige% No. Sjtgozcszk
UP210-S3-02006 2 6 50 4 1 ()
UP210-S3-03009 3 9 50 4 1 [}
UP210-S3-04011 4 11 50 4 2 [ J
UP210-S3-05013 5 13 50 6 1 o
UP210-S3-06016 6 16 50 6 2 [ J
UP210-S3-06516 6.5 16 60 8 1 o
UP210-S3-08020 8 20 60 8 2 [ J
UP210-S3-10025 10 25 75 10 2 [ J
UP210-S3-12030 12 30 75 12 2 [}
UP210- S3-14032 14 32 100 14 2 O
UP210-S3-16036 16 36 100 16 2 [ J
UP210-S3-18040 18 40 100 18 2 (e}
UP210-S3-20045 20 45 100 20 2 [ )
UP210-S3-25050 25 50 100 25 2 [}
;%;%%Ti;&c;e upon Order D RETol
bs12 S0
p>12 $os

Bfizunit (mm)

T/441%} Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
iR, 52l EE TR
(<35HRC) (48HRCLAF) Stainless 7S a5 HaE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

ofi&EH Most Suitable o J&& Suitable

HEETHISS % p306

Cutting Parameters
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¥E | Mould Industry GESAC

UP210-S54

VYRV SUIRESS
4 Flute, Stub Length

< - - @Sﬂ Figt H
—— =

L FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordggi—%%%lcode o = L d Figl%?No. S%)?g_—k
UP210-SS4-01002 1 2 50 4 1 (]
UP210-SS4-01502 1.5 2 50 4 1 o)
UP210-SS4-02003 2 3 50 4 1 (]
UP210-SS4-02504 25 4 50 4 1 o)
UP210-SS4-03005 3 5 50 4 1 (]
UP210-SS4-04006 4 6 50 4 2 (]
UP210-SS4-05008 5 8 50 6 1 °
UP210-SS4-06009 6 9 50 6 2 (]
UP210-SS4-07010 7 10 60 8 1 o)
UP210-SS4-08012 8 12 60 8 2 (]
UP210-SS4-10015 10 15 75 10 2 (]
UP210-SS4-12018 12 18 75 12 2 (]
UP210- SS4-14021 14 21 100 14 2 (]
UP210-SS4-16024 16 24 100 16 2 °
UP210- SS4-18027 18 27 100 18 2 o)
UP210- SS4-20030 20 30 100 20 2 o)

oIRAEETF Stock D KETol
oFEFlRE Available upon Order D<12 —8.02
D>12 D03

B{7unit (mm)

T 4#44%} Workpiece Material

1234 5 123 123 123 4 5
N, A2 =R TR
(<35HRQ) (48HRCLLF) Stainless 7273 S} wEE Az
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

oERiEA Most Suitable o i&& Suitable

HEETHISS 5 p307

Cutting Parameters
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GESAC Mould Industry | #&E

UP210-54

ATV
4 Flute, Standard Length

] E———s EE = e UL

L ‘ Lc FRCIHBBIESEP102I  See page 102 for guidelines to icons
Ord;g%%ode = £ L d Fig:sNo. S%)?c?k
UP210-5S4-01003 1 3 50 4 1 °
UP210-S4-61003 1 3 50 6 1 [}
UP210-5S4-01505 1.5 5 50 4 1 °
UP210-S4-61505 1.5 5 50 6 1 [}
UP210-5S4-02006 2 6 50 4 1 (]
UP210-5S4-62006 2 6 50 6 1 o
UP210-S4-02508 2.5 8 50 4 1 (]
UP210-5S4-62508 2.5 8 50 6 1 [}
UP210-S4-03009 3 9 50 4 1 (]
UP210-S4-63009 3 9 50 6 1 [}
UP210-54-03511 35 11 50 4 1 °
UP210-S4-63509 35 9 50 6 1 [}
UP210-54-04011 4 11 50 4 2 o
UP210-S4-64011 4 11 50 6 1 [}
;%;%g?fv?i;ctﬁe upon Order DI\<D1 5 /I:\\?iT:l
D>12 o3

BfTunit (mm)

T/441%} Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
pas pas
B, ASH B S R .
(<35HRC) (48HRCLAF) Stainless 7S A5 HaE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

ofi&EH Most Suitable o J&& Suitable

HEETHISS 5 p307

Cutting Parameters
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¥E | Mould Industry GESAC

UP210-54

ATIFk
4 Flute, Standard Length

] E———s EE =g e UL

Lc FTRCIHBFIES%EP10250  See page 102 for guidelines to icons

.

) £ERi Continue

Ordgfﬁ%%code D Lc L d Fig;::l=l5 No. S%)Tc?k
UP210-54-04511 4.5 11 50 6 1 (]
UP210-S4-05008 5 8 50 6 1 ®
UP210-S4-05013 5 13 50 6 1 (]
UP210-S4-05516 5.5 16 50 6 1 ®
UP210-S4-06016 6 16 50 6 2 (]
UP210-S4-06516 6.5 16 60 8 1 ®
UP210-S4-07020 7 20 60 8 1 ]
UP210-S4-07520 7.5 20 60 8 1 (]
UP210-5S4-08020 8 20 60 8 2 (]
UP210-S4-08523 8.5 23 75 10 1 ®
UP210-S4-09023 9 23 75 10 1 (]
UP210-S4-09525 9.5 25 75 10 1 ®
UP210-S4-10025 10 25 75 10 2 (]
UP210-S4-11028 11 28 75 12 1 (]

oiRAERERF Stock D LAETol
oFEFARE Available upon Order o<1z -8,02
D>12 $os

Bafunit (mm)

T 4#44%} Workpiece Material

P m [ N

1234 5 123 123 123 4 5
N, A2 =R TR
(<35HRQ) (48HRCLLF) Stainless 7S 85 mEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

oERiEA Most Suitable o i&& Suitable

HEETHISS 5 p307

Cutting Parameters
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GESAC Mould Industry | #&E

UP210-54

ATV
4 Flute, Standard Length

] E———s EE = UL

Lc FRCIHBAIESEP102IT  See page 102 for guidelines to icons

.

) £Egi Continue

Ordg?nmz%ode D Lc L d Figlljgr?No. S%jc?_rk
UP210-S4-12030 12 30 75 12 2 [ J
UP210-S4-13032 13 32 100 14 1 [ )
UP210-S4-14032 14 32 75 14 2 [
UP210-S4-14034 14 34 100 14 2 [ )
UP210-S4-15036 15 36 100 16 1 [
UP210-S4-16036 16 36 100 16 2 [ J
UP210-S4-16040 16 40 100 16 2 [ ]
UP210-S4-16045 16 45 100 16 2 [
UP210-S4-17038 17 38 100 18 1 o
UP210-S4-18045 18 45 100 18 2 [
UP210-S4-20045 20 45 100 20 2 [ J

"B Avaibie upon Order 2| oeu
p>12 -3:03

Bfifunit (mm)

T/441%} Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
iR, 52l EE TR
(<35HRC) (48HRCLAF) Stainless 7S a5 HaE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

ofi&EH Most Suitable o J&& Suitable

HEETHISS 5 p307

Cutting Parameters
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¥E | Mould Industry GESAC

UP210-SL4

ATIKTIEEL
4 Flute, Long Flute Length

e e ] L

L# FRCIHBBIESEP1025  See page 102 for guidelines to icons
L
Ordgg:%%code = = - d Fig%;:-m5 No. S%)Tc?k
UP210-SL4-01004 1 4 50 4 1 [}
UP210-SL4-02010 2 10 50 4 1 °
UP210-SL4-03015 3 15 60 4 1 °
UP210-SL4-63015 3 15 60 6 1 [}
UP210-SL4-04020 4 20 60 4 2 °
UP210-SL4-64020 4 20 75 6 1 [}
UP210-SL4-04030 4 30 75 4 2 °
UP210-SL4-05025 5 25 75 6 1 °
UP210-SL4-06030 6 30 75 6 2 [}
UP210-SL4-06035 6 35 75 6 2 °
UP210-SL4-08035 8 35 100 8 2 °
oiRAERETF Stock D KETol
oFETRIE Available upon Order o<1z -8,02
D>12 803

B{7unit (mm)

T 4#44%} Workpiece Material

P m [ N

1234 5 123 123 123 4 5
N, A2 =R TR
(<35HRQ) (48HRCLLF) Stainless 2273 85 mEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

oERiEA Most Suitable o i&& Suitable

HEETHISS 5 p307

Cutting Parameters

130



GESAC

Mould

Industry | #E

UP210-SL4

ATIKTIEEL
4 Flute, Long Flute Length

I

]

Fig1

ﬂ Fig2

Qe HL

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) £Egi Continue

Ord(ei'gi—%igg_Code = = L d Figur?No. S%)?c?k
UP210-SL4-08040 8 40 100 8 2 °
UP210-SL4-10045 10 45 100 10 2 (]
UP210-SL4-10050 10 50 100 10 2 [
UP210-SL4-12045 12 45 100 12 2 (]
UP210-SL4-12050 12 50 100 12 2 (]
UP210-SL4-14045 14 45 100 14 2 ()
UP210-SL4-16050 16 50 150 16 2 (]
UP210-SL4-16060 16 60 150 16 2 [
UP210-SL4-16070 16 70 150 16 2 (]
UP210-SL4-18070 18 70 150 18 2 (]
UP210-SL4-20070 20 70 150 20 2 (]

;g%g%v?i%ﬁe upon Order D el
D<12 02
D>12 D03

T/441%} Workpiece Material

BAfizunit (mm)

M

1234 5 123 123 123 4 5
iR, 52l EE TR
(<35HRC) (48HRCLAF) Stainless 7S a5 HaE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

oERIES Most Suitable

HEETHISS 5 p307

Cutting Parameters

o 1&& Suitable

131

s|liwpu3 apiqJed pljoS ISFHHPIDHE DG &



s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

¥E | Mould Industry GESAC

UP210-SH4

ATVRIRR K
4 Flute, with Long Shank Length

<) - - %ﬁ{ Fig1 H

NS =Rl HL

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordg%%%code = Le L d Figl%?—No. S%)?c?k
UP210-SH4-02010 2 10 75 4 1 (]
UP210-SH4-03012 3 12 75 4 1 (]
UP210-SH4-03012A 3 12 100 4 1 o)
UP210-SH4-04011 4 11 75 4 2 (]
UP210-SH4-04011A 4 11 100 4 2 °
UP210-SH4-04015 4 15 75 4 2 (]
UP210-SH4-05020 5 20 75 6 1 (]
UP210-SH4-06016 6 16 75 6 2 (]
UP210-SH4-06020 6 20 75 6 2 °
UP210-SH4-06020A 6 20 100 6 2 (]
UP210-SH4-08020 8 20 100 8 2 (]

;%%%va?i%ﬁe upon Order D Z\\OETOI
D<12 0.02
D>12 Bos

BafSunit (mm)

T 4#44%} Workpiece Material

1234 5 123 123 123 4 5
N, A2 =R TR
(<35HRQ) (48HRCLLF) Stainless 2273 85 mEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

oERiEA Most Suitable o i&& Suitable

HEETHISS 5 p307

Cutting Parameters
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GESAC

Mould Industry

| R

UP210-SH4

AT
4 Flute, with Long Shank Length

- - Ef?ﬁﬂ Figt —_—
L
”t _ _ @g Fig2 E AICISIN !; E
L L—“LC FRCIHBBIES%EP1025T  See page 102 for guidelines to icons
) £8i Continue
Ordeig:?z%lcode = = L d Fig;:IF No. S%)?c?k
UP210-SH4-08025 8 25 100 8 2 [ J
UP210-SH4-10030 10 30 100 10 2 [ J
UP210-SH4-10035 10 35 100 10 2 [ J
UP210-SH4-12035 12 35 100 12 2 [ J
UP210- SH4-14036 14 36 150 14 2 o
UP210-SH4-16036 16 36 150 16 2 [}
UP210- SH4-18045 18 45 150 18 2 o
UP210-SH4-20045 20 45 150 20 2 [ J
;g;%?sﬁv?i&%(le upon Order P Z\OETOI
D<12 B0
D>12 303
Bfunit (mm)
T4} Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
BN, 2N Sﬁ‘ﬂﬂ TREEN
(<35HRC) (48HRCLAF) Stainless 7S BE maE k-]
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

ofxiEEa Most Suitable

HEEIHISS w p307

Cutting Parameters

o 1&& Suitable




¥E | Mould Industry GESAC

UP210-S6

6703k
6 Flute, Standard Length

—— 1= ~ B8
o E—— O (e L L

‘ ‘ FRCIBEESEP102IT  See page 102 for guidelines to icons

Ordgﬁfa%ode B Lc L d FigLiE]r:;=l5 No. S%frk
UP210-S6-06015 6 15 50 6 2 [ )
UP210-S6-08020 8 20 60 8 2 (]
UP210-S6-10025 10 25 75 10 2 [ )
UP210-S6-12030 12 30 75 12 2 (]
UP210- S6-14032 14 32 100 14 2 o
UP210-S6-16036 16 36 100 16 2 [ )
UP210- S6-18040 18 40 100 18 2 o
UP210-S6-20045 20 45 100 20 2 [ )

:ﬁéé;%gziv?ﬂzckl;le upon Order D /L\\OETOI
<12 -0.02
D>12 o3

BAfifunit (mm)

T4} Workpiece Material

P m [ N

1234 5 123 123 123 4 5
iR, a2 =k TR
(<35HRC) (48HRCLAT) Stainless 75323 A& wEe paE

Carbon Steel,Alloy Alloy Steel,Tool
Steel(<35 HRC) Steel(<48HRC)

© © @) ©

ofiEE Most Suitable o J&E& Suitable

Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

HEEHTHISH s p307

Cutting Parameters




GESAC

Mould Industry

| &RE

UP210-R2

2] Bk

2 Flute, Corner Radius

"}

L

Be==c

Fig2

, p—

= Q-] oLy

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

OrderinJ\Q Code = - r L d Figure No. Stock
UP210-R2-01002 1 3 0.2 50 4 1 [
UP210-R2-01502 1.5 5 0.2 50 4 1 @)
UP210-R2-02002 2 6 0.2 50 4 1 [
UP210-R2-03002 3 9 0.2 50 4 1 O
UP210-R2-63002 3 9 0.2 50 6 1 (@)
UP210-R2-63003 3 9 0.3 50 6 1 [
UP210-R2-03005 3 9 0.5 50 4 1 [
UP210-R2-63005 3 9 0.5 50 6 1 (@)
UP210-R2-04002 4 11 0.2 50 4 2 O
UP210-R2-64002 4 11 0.2 50 6 1 O
UP210-R2-04003 4 11 0.3 50 4 2 O
UP210-R2-64003 4 11 0.3 50 6 1 [
UP210-R2-04005 4 11 0.5 50 4 2 [
UP210-R2-64005 4 11 0.5 50 6 1 [
UP210-R2-04010 4 11 1 50 4 2 [
UP210-R2-05002 5 13 0.2 50 6 1 O
UP210-R2-05003 5 13 03 50 6 1 [ ]

.E/EEE Stock AETol

oFEFRAE Available upon Order b<i2 -8_02
D>12 o3

BfJunit (mm)
T/441%} Workpiece Material
1234 5 123 123 123 4 5
BN, A2 Aasil TGN
(<35HRC) (48HRCLLTF) Stainless 7S AE EE=E as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

© BRI&ES Most Suitable

HETHISS 5 p306

Cutting Parameters

0 J1&& Suitable
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#E | Mould Industry

GESAC

UP210-R2

2TIEfL

2 Flute, Corner Radius

°|

[}E%éé

L

1 ~
k

Fig1

Fig2

. [re—

=@ UL |1

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

) £EAT Continue

Ordei%%;%lCode = = r L d Fig(?No. S%)Tc?k
UP210-R2-05005 5 13 0.5 50 6 1 [ J
UP210-R2-05010 5 13 1 50 6 1 O
UP210-R2-06005 6 16 0.5 50 6 2 [ ]
UP210-R2-06010 6 16 1 50 6 2 [ J
UP210-R2-06015 6 16 1.5 50 6 2 [ ]
UP210-R2-06020 6 16 2 50 6 2 O
UP210-R2-08003 8 20 03 60 8 2 O
UP210-R2-08005 8 20 0.5 60 8 2 [ ]
UP210-R2-08010 8 20 1 60 8 2 [ J
UP210-R2-08015 8 20 1.5 60 8 2 [ ]
UP210-R2-08020 8 20 2 60 8 2 O
UP210-R2-10003 10 25 0.3 75 10 2 O
UP210-R2-10005 10 25 0.5 75 10 2 [ ]
UP210-R2-10010 10 25 1 75 10 2 [ J
UP210-R2-10015 10 25 1.5 75 10 2 [
UP210-R2-10020 10 25 2 75 10 2 [ J
UP210-R2-10030 10 25 3 75 10 2 [ ]

;%%%va?i%ﬁe upon Order P Z\\OETOI
D<12 -0.02
D>12 So3
BAfizunit (mm)
T {4#4%} Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
iR, A2 ﬁﬁil\'xl AR _
(<35HRQ) (48HRCLAT) Stainless ik BE mEs as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

o &S Most Suitable

HEETHISS % p306

Cutting Parameters
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GESAC Mould Industry | #&E

UP210-R2

2] Bk

2 Flute, Corner Radius

9 - Ny - = @) ] Mk [
02 [ o>~
L Lc IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) &8 Continue

OrdeLri:%%ICode = - r L d Fig:sNo. S%)?c?k
UP210-R2-12005 12 30 0.5 75 12 2 L
UP210-R2-12010 12 30 1 75 12 2 ®
UP210-R2-12015 12 30 15 75 12 2 L
UP210-R2-12020 12 30 2 75 12 2 L
UP210-R2-12030 12 30 3 75 12 2 ®
UP210-R2-14010 14 32 1 100 14 2 O
UP210-R2-14020 14 32 2 100 14 2 O
UP210-R2-16005 16 36 0.5 100 16 2 O
UP210-R2-16010 16 36 1 100 16 2 L
UP210-R2-16020 16 36 2 100 16 2 L
UP210-R2-16030 16 36 3 100 16 2 (J
UP210-R2-18010 18 40 1 100 18 2 (©]
UP210-R2-18020 18 40 2 100 18 2 (@]
UP210-R2-20010 20 45 1 100 20 2 (@]
UP210-R2-20020 20 45 2 100 20 2 (©]

oiRERETF Stock D KETol
oFETRE Available upon Order D<12 _8-02
D>12 Qo

Bfunit (mm)

T/441%} Workpiece Material

1234 5 123 123 123 4 5
pas pas
B, ASH B S R .
(<35HRC) (48HRCLAF) Stainless 7S Ba HaE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OF&ER Most Suitable o 1&& Suitable

HETHISS 5 p306

Cutting Parameters
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#E | Mould Industry

GESAC

UP210-RH2

PUALS AP
2 Flute Corner Radius, with Long Shank Length

-U‘ _ — {ﬁﬁ o’ d
Lc
L
' - a
e =]
L L% FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
RS Es B
Orderi@ Code v Le r L d Figure No. Stock
UP210-RH2-04005 4 11 0.5 75 4 2 o
UP210-RH2-06005 6 16 0.5 75 6 2 [ )
UP210-RH2-06010 6 16 1 75 6 2 [
UP210-RH2-06015 6 16 1.5 75 6 2 [
UP210-RH2-08005 8 20 0.5 100 8 2 [
UP210-RH2-08010 8 20 1 100 8 2 [
UP210-RH2-08015 8 20 1.5 100 8 2 [
UP210-RH2-10005 10 25 0.5 100 10 2 [
UP210-RH2-10010 10 25 1 100 10 2 [
UP210-RH2-10015 10 25 1.5 100 10 2 [
UP210-RH2-10020 10 25 2 100 10 2 o
UP210-RH2-12005 12 30 0.5 100 12 2 [
UP210-RH2-12010 12 30 1 100 12 2 [
-E/EJET? Stock D AETol
oFEFRRE Available upon Order b<12 -8_02
D>12 o3
B{7unit (mm)
T {4#4%} Workpiece Material
1234 5 123 123 123 4 5
iR, A2 =R TR
(<35HRQ) (48HRCLAF) Stainless ik BE Was as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFI&ES Most Suitable

HEETHISS % p306

Cutting Parameters
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0 1&#& Suitable



GESAC

Mould Industry

| &RE

UP210-RH2

PUALS P
2 Flute Corner Radius, with Long Shank Length

g

<
TSosEd o
<
éc Fig2

- -

=1 Uk |
oS

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) £Ea7 Continue

T8RS BsS =

Orderi@ Code D L i L d Figure No. Stock
UP210-RH2-12015 12 30 1.5 100 12 2 [
UP210-RH2-12020 12 30 2 100 12 2 o
UP210-RH2-14010 14 36 1 150 14 2 e}
UP210-RH2-14020 14 36 2 150 14 2 O
UP210-RH2-16005 16 36 0.5 150 16 2 [
UP210-RH2-16010 16 36 1 150 16 2 [
UP210-RH2-16015 16 36 1.5 150 16 2 [
UP210-RH2-16020 16 36 2 150 16 2 [ )
UP210-RH2-18010 18 45 1 150 18 2 O
UP210-RH2-18020 18 45 2 150 18 2 O
UP210-RH2-20010 20 45 1 150 20 2 O
UP210-RH2-20020 20 45 2 150 20 2 O
.*ﬁ{}ﬁﬁ?ﬁ Stock N\

oFEFRAE Available upon Order > AOETOI
D<12 0.02
D>12 Qo3
BAfifunit (mm)
T1444%} Workpiece Material
1234 5 123 123 123 4 5
N, A2l aeil TR
(<35HRQ) (48HRCLATF) Stainless 7273 BE BEE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC) ee
© © @) ©

© FiES Most Suitable

HEETHISS % p306

Cutting Parameters

0 1&A Suitable
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#E | Mould Industry

GESAC

UP210-R4

4TI

4 Flute, Corner Radius

I fe=fa

Lc

fe—

N
=9I UL

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordgg;%z;%ode = Le r L d Fig:sNo. S%)Tc?k
UP210-R4-01002 1 3 0.2 50 4 1 o
UP210-R4-01502 1.5 5 0.2 50 4 1 o
UP210-R4-02002 2 6 0.2 50 4 1 [}
UP210-R4-03002 3 9 0.2 50 4 1 [}
UP210-R4-03003 3 9 0.3 50 4 1 [ J
UP210-R4-03005 3 9 0.5 50 4 1 [ J
UP210-R4-04002 4 11 0.2 50 4 2 [ J
UP210-R4-04003 4 11 03 50 4 2 [}
UP210-R4-04005 4 11 0.5 50 4 2 [ J
UP210-R4-04010 4 11 1 50 4 2 [ J
UP210-R4-04510 4.5 12 1 50 6 1 [ J
UP210-R4-05002 5 13 0.2 50 6 1 [ J
UP210-R4-05005 5 13 0.5 50 6 1 [}
UP210-R4-05010 5 13 1 50 6 1 [ J
UP210-R4-05015 5 13 1.5 50 6 1 o
UP210-R4-06002 6 16 0.2 50 6 2 [ J
UP210-R4-06005 6 16 0.5 50 6 2 [ J

oI WEETRE Stock NETol

oFEFhE Available upon Order b<12 —8,02
D>12 oz

#fSunit (mm)
T {4#4%} Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
iR, A2 Sﬁ%l\'xl AR _
(<35HRQ) (48HRCLAT) Stainless ik BE mEs as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OBIEE Most Suitable

HEETHISS 5 p307

Cutting Parameters
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0 i&# Suitable



GESAC

Mould Industry

| &RE

UP210-R4

ATEfk

4 Flute, Corner Radius

h

——

|

Lc

==

<
i‘ Fig1
Le

: o

=g L

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) £E@7 Continue

1T b Le . . == g7

Ordering Code Figure No. Stock
UP210-R4-06010 6 16 1 50 2 [
UP210-R4-06015 6 16 1.5 50 2 [ )
UP210-R4-08003 8 20 0.3 60 2 [
UP210-R4-08005 8 20 0.5 60 2 [
UP210-R4-08010 8 20 1 60 2 [
UP210-R4-08015 8 20 1.5 60 2 [
UP210-R4-08020 8 20 2 60 2 [
UP210-R4-10002 10 25 0.2 75 10 2 [
UP210-R4-10003 10 25 03 75 10 2 )
UP210-R4-10005 10 25 0.5 75 10 2 [
UP210-R4-10010 10 25 1 75 10 2 [
UP210-R4-10015 10 25 1.5 75 10 2 [ J
UP210-R4-10020 10 25 2 75 10 2 )
UP210-R4-10025 10 25 2.5 75 10 2 O
UP210-R4-10030 10 25 3 75 10 2 O
UP210-R4-12005 12 30 0.5 75 12 2 [ )
UP210-R4-12010 12 30 1 75 12 2 [

D RETol

o RAEEERF Stock D<12 §

OEFREE Available upon Order = -0.02

D>12 03

BfJunit (mm)
T1444%} Workpiece Material
1234 5 123 123 123 4 5
BN, A2 Aasil TGN
(<35HRC) (48HRCLAF) Stainless 7S a5 EE=E as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFIES Most Suitable o

HEETHISS 5 p307

Cutting Parameters

&4 Suitable
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#E | Mould Industry

GESAC

UP210-R4

ATEmRk

4 Flute, Corner Radius

Lc

I fe=fa

fe—

: ——
=R L

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

) 4&81 Continue
Ordgi—%;%code = Le r L d Fig:sNo. S%)Tc?k
UP210-R4-12015 12 30 1.5 75 12 2 [}
UP210-R4-12020 12 30 2 75 12 2 [}
UP210-R4-12025 12 30 2.5 75 12 2 [}
UP210-R4-12030 12 30 3 75 12 2 [ J
UP210-R4-14010 14 32 1 100 14 2 o
UP210-R4-14020 14 32 2 100 14 2 o
UP210-R4-16005 16 36 0.5 100 16 2 [}
UP210-R4-16010 16 36 1 100 16 2 [ J
UP210-R4-16020 16 36 2 100 16 2 [ J
UP210-R4-16030 16 36 3 100 16 2 [ J
UP210-R4-18010 18 40 1 100 18 2 o
UP210-R4-18020 18 40 2 100 18 2 o
UP210-R4-20010 20 45 1 100 20 2 [ J
UP210-R4-20020 20 45 2 100 20 2 [ J
UP210-R4-20030 20 45 3 100 20 2 [}
UP210-R4-20040 20 45 4 100 20 2 [}
UP210-R4-20050 20 45 5 100 20 2 o
;%;%ngvzti%ﬁe upon Order D<Dlz /f(i:)l
p>12 Qo3
g funit (mm)
T {4#4%} Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
iR, A2 S%%I\'Xl AR _
(<35HRQ) (48HRCLAT) Stainless ik BE mEs as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFIES Most Suitable o

HEETHISS 5 p307

Cutting Parameters
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&4 Suitable



GESAC

Mould Industry

| &RE

UP210-RH4

AT RREF
4 Flute Corner Radius, with Long Shank Length

9

- - Fig1 Jﬂ
|- Lc.| -
L
—— C e S L L
-l IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L
RS =S EF
OrderinJ\g Code = = r L d Figure No. Stock
UP210-RH4-03005 3 9 0.5 75 4 1 o
UP210-RH4-04005 4 11 0.5 75 4 2 [}
UP210-RH4-06005 6 16 0.5 75 6 2 [ J
UP210-RH4-06010 6 16 1 75 6 2 [}
UP210-RH4-06015 6 16 1.5 75 6 2 (@)
UP210-RH4-08005 8 20 0.5 100 8 2 [ J
UP210-RH4-08010 8 20 1 100 8 2 [ J
UP210-RH4-08015 8 20 1.5 100 8 2 (@)
UP210-RH4-08020 8 20 2 100 8 2 [ J
UP210-RH4-10005 10 25 0.5 100 10 2 [ J
UP210-RH4-10010 10 25 1 100 10 2 [ J
UP210-RH4-10015 10 25 1.5 100 10 2 [ J
UP210-RH4-10020 10 25 2 100 10 2 [ J
UP210-RH4-12005 12 30 0.5 100 12 2 [}
UP210-RH4-12010 12 30 1 100 12 2 (]
oiRAERETF Stock D AETol
oZEFRE Available upon Order D<12 78402
D>12 S0
Bfi7unit (mm)
T/441%} Workpiece Material
1234 5 123 123 123 4 5
N, A2l aeil TGN
(<35HRC) (48HRCLLTF) Stainless 278 AE BEE Pt
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC) ee
© © O ©

OFRIES Most Suitable

HEETHISS 5 p307

Cutting Parameters

0 J1&®& Suitable
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#E | Mould Industry

GESAC

UP210-RH4

AT RBE A
4 Flute Corner Radius, with Long Shank Length

&

~

=

.

Fig1

Fig2

E—
=R L

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

) &R Continue

Ordeigi-%%(iode = Le r L d Fige% No. S%jc?k
UP210-RH4-12015 12 30 1.5 100 12 2 [
UP210-RH4-12020 12 30 2 100 12 2
UP210-RH4-12030 12 30 3 100 12 2 o
UP210-RH4-14010 14 36 1 150 14 2 o
UP210-RH4-14020 14 36 2 150 14 2 o
UP210-RH4-16005 16 36 0.5 150 16 2 o
UP210-RH4-16010 16 36 1 150 16 2 [
UP210-RH4-16015 16 36 1.5 150 16 2 O
UP210-RH4-16020 16 36 2 150 16 2 o
UP210-RH4-16030 16 36 3 150 16 2 o
UP210-RH4-18010 18 45 1 150 18 2 o
UP210-RH4-18020 18 45 2 150 18 2 o
UP210-RH4-20010 20 45 1 150 20 2 o
UP210-RH4-20020 20 45 2 150 20 2 o

;%;%ngvztilc;ckhe upon Order Dilz fizm
D>12 o3
Efizunit (mm)
T4} Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
e, (oHRCLLT) RN B 0 ma = |
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OfEA Most Suitable

HEETHISS 5 p307

Cutting Parameters
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O I1&H Suitable



GESAC

Mould Industry

| &RE

UP210-B2

27JBkk

2 Flute, Ballnose

7

Fig1

Fig2

: —

Q-1 U

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ord;riﬁg%(l:ode = i Le L d Fig?_No. S%)Tc?k
UP210-B2-00801 0.8 04 1.6 50 4 1 [ J
UP210-B2-00901 0.9 0.45 1.8 50 4 1 o
UP210-B2-01002 1 0.5 2 50 4 1 [ J
UP210-B2-61002 1 0.5 2 50 6 1 o
UP210-B2-01503 1.5 0.75 3 50 4 1 [ J
UP210-B2-61503 1.5 0.75 3 50 6 1 o
UP210-B2-02004 2 1 4 50 4 1 [ J
UP210-B2-62004 2 1 4 50 6 1 [ J
UP210-B2-02505 2.5 1.25 5 50 4 1 [ J
UP210-B2-03006 3 1.5 6 50 4 1 [ J
UP210-B2-63006 3 1.5 6 50 6 1 [ J
UP210-B2-04008 4 2 8 50 4 2 [ J
UP210-B2-64008 4 2 8 50 6 1 ([
UP210-B2-05010 5 2.5 10 50 6 1 [ J
UP210-B2-05510 5.5 2.75 10 50 6 1 o
oiREEEEFF Stock R AZTol
oZEFfizE Available upon Order R<1s —(()).01
15<R<3 | o5
R=>3 S0
Bfunit (mm)
T1444%} Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
B, ASH A& I ]
(<35HRQ) (48HRCLATF) Stainless 373 Ba wes fss
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFRIES Most Suitable

HEETHISS 5 p309

Cutting Parameters

0 J1&®& Suitable
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#E | Mould Industry

GESAC

UP210-B2

27JBkk

2 Fl

ute, Ballnose

]

Fig2

, —-—

= &S50

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

) £ERT Continue

Ord;ri%%Code o . £ L d Fig:sNo. S%)Tc?k
UP210-B2-06012 6 3 12 50 6 2 [}
UP210-B2-06012A 6 3 12 60 6 2 [}
UP210-B2-07014 7 35 14 60 8 1 [ J
UP210-B2-08014 8 4 14 60 8 2 [}
UP210-B2-09016 9 4.5 16 75 10 1 [ J
UP210-B2-10018 10 5 18 75 10 2 [ J
UP210-B2-11020 11 5.5 20 75 12 1 [ J
UP210-B2-12022 12 6 22 75 12 2 [ J
UP210-B2-13026 13 6.5 26 90 14 1 o
UP210-B2-14026 14 7 26 90 14 2 [ J
UP210-B2-15030 15 7.5 30 100 16 1 [ J
UP210-B2-16030 16 8 30 100 16 2 [ J
UP210-B2-18034 18 9 34 100 18 2 o
UP210-B2-20038 20 10 38 100 20 2 [ J

oimtEEETF Stock R AETol

oFETARE Available upon Order R<15 78.01
15<R<3 | §ois

R>3 o2

Efunit (mm)
T {4#4%} Workpiece Material
P m I3 N
1234 5 123 123 123 4 5
iR, A2 ﬁﬁil\'xl AR _
(<35HRQ) (48HRCLAF) Stainless 2273 BE Was as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFI&ES Most Suitable

HEETHISS % p309

Cutting Parameters
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0 1&#& Suitable



GESAC

Mould Industry

| &RE

UP210-BH2

PUALS IS SR
2 Flute Ballnose, with Long Shank Length

g

<

Fig1

Y

=@-1~| U
hé Helix Ballnose

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

1JHS ES EF

Ordering Code L . = L d Figure No. Stock
UP210-BH2-02004 2 1 4 75 4 1 [ ]
UP210-BH2-62004 2 1 4 75 6 1 [
UP210-BH2-03006 3 1.5 6 75 4 1 [
UP210-BH2-63006 3 1.5 6 75 6 1 [
UP210-BH2-04008 4 2 8 75 4 2 [
UP210-BH2-64008 4 2 8 75 6 1 [
UP210-BH2-05010 5 2.5 10 75 6 1 [
UP210-BH2-06012 6 3 12 75 6 2 [
UP210-BH2-06012A 6 3 12 100 6 2 e}
UP210-BH2-07014 7 3.5 14 100 8 1 e}

oHTAEEERF Stock R AETol
oFETR:E Available upon Order R<L5 o1
15<R<3 | fo15
R=>3 Qo2
Bfzunit (mm)
T4} Workpiece Material
1234 5 123 123 123 4 5
BN, A2 Aasil TR
(<35HRC) (48HRCLLTF) Stainless 278 BEE EE=E as
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFIES Most Suitable
HEEFIHISS w p309

Cutting Parameters

O 1&& Suitable




#E | Mould Industry

GESAC

UP210-BH2

PUNR S T2 S S
2 Flute Ballnose, with Long Shank Length
: 1 '
el — - Fig1
e ﬂ
L
& - -
e . = Q] e
L LL» #RICIHBEIES%EP102TT  See page 102 for guidelines to icons
) &Rl Continue
S 445_% % Jgﬁ
Ordering Code = . Le L d Figure No. Stock
UP210-BH2-08014 8 4 14 100 8 2 (]
UP210-BH2-09016 9 4.5 16 100 10 1 e}
UP210-BH2-10018 10 5 18 100 10 2 o
UP210-BH2-11020 11 55 20 100 12 1 o
UP210-BH2-12022 12 6 22 100 12 2 [ )
UP210-BH2-14026 14 7 26 150 14 2 e}
UP210-BH2-16030 16 8 30 150 16 2 [ )
UP210-BH2-18034 18 9 34 150 18 2 (@)
UP210-BH2-20038 20 10 38 150 20 2 [}
o AERETE Stock R NZETol
oFEFlAE Available upon Order R<1S —8.01
15<R<3 | o5
R>3 Soa
BAfZunit (mm)
T4} Workpiece Material
1234 5 123 123 123 4 5
iR, A2 a2 T
(<35HRC) (48HRCLAF) Stainless 7273 a5 waE A%
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRQ) Steel(<48HRC) ee
© © O ©

O &R Most Suitable

HEEHTHISH s p309

Cutting Parameters

O J1&& Suitable




GESAC Mould Industry | &8

UP210-B4

A47]BRSk

4 Flute, Ballnose

s - - e N
j Jﬁ
e — =i} o0 L

L Lc TRCHBAESEP102IT See page 102 for guidelines to icons
Ordeig:%%lCode L . = L d Fige% No. S{ﬁf—k
UP210-B4-02004 2 1 4 50 4 1 )
UP210-B4-62004 2 1 4 50 6 1 (]
UP210-B4-02505 2.5 1.25 5 50 4 1 o)
UP210-B4-03006 3 15 6 50 4 1 (]
UP210-B4-63006 3 1.5 6 50 6 1 (]
UP210-B4-04008 4 2 8 50 4 2 (]
UP210-B4-64008 4 2 8 50 6 1 (]
UP210-B4-05010 5 2.5 10 50 6 1 (]
UP210-B4-06012 6 3 12 50 6 2 (]
UP210-B4-07014 7 35 14 60 8 1 o)
oiREEEETF Stock R AETol
oFEFRFE Available upon Order R<15 -801
15<R<3 | §o1s
R=>3 o2

Bfifunit (mm)

T4} Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
TisRG. | ueHRCEm) N %% EaS Bas aE
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

Steel(<35 HRC) Steel(<48HRC)
© © @) ©

OF&ER Most Suitable  © 1&& Suitable

HEEFIHISS w p309

Cutting Parameters




¥E | Mould Industry GESAC

UP210-B4

A7]Bksk

4 Flute, Ballnose

] - 7\&( Fi [ =
= - =g e

L Lc FRCIHBEESEP102H  See page 102 for guidelines to icons
) &&ai Continue
Ordggﬁg%ode = . Le L d Figt%?_ No. S%)Tc?k
UP210-B4-08014 8 4 14 60 8 2 °
UP210-B4-09016 9 4.5 16 75 10 1 @)
UP210-B4-10018 10 5 18 75 10 2 °
UP210-B4-11020 11 5.5 20 75 12 1 fe)
UP210-B4-12022 12 6 22 75 12 2 (]
UP210-B4-14024 14 7 24 75 14 2 (]
UP210-B4-16030 16 8 30 100 16 2 (]
UP210-B4-18034 18 9 34 100 18 2 @)
UP210-B4-20038 20 10 38 100 20 2 (]
oITERERF Stock R AETol
oFEFRRE Available upon Order R<15 -8.01
15<R<3 | o5
R=3 o2

BAfizunit (mm)

T4} Workpiece Material

1234 5 123 123 123 4 5
s, PN PN
R, 52 =E R R _
(<35HRQ) (48HRCLAF) Stainless 2273 a5 RBEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © @) ©

OFRIES Most Suitable o 1&& Suitable

HEEHTHISH s p309

Cutting Parameters




GESAC Mould Industry | #&E

UP210-L60

47)60°FIF%E]
4 Flute, Chamfering Milling Cutters 60°

vj_ — - Al Figl { - b
L |

L = YL

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ordgﬁ:%%éode = = - d Fige% No. S%)??k
UP210-L60-04060 4 35 50 4 1 [
UP210-L60-06060 6 5.2 50 6 1 [
UP210-L60-08060 8 7 60 8 1 ®
UP210-L60-10060 10 8.7 75 10 1 ®
UP210-L60-12060 12 104 75 12 1 ([ J
UP210-L60-16060 16 13.9 100 16 1 ®
UP210-L60-20060 20 174 100 20 1 ¢

Sgggﬁ?ﬁfle upon Order . AETol
D<12 Qo
D>12 o3

BfJunit (mm)

T4} Workpiece Material

1234 5 123 123 123 4 5
iR, 52l e TR
(<35HRQ) (48HRCLAF) Stainless 7S BEE HaE as
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © 0 © o} o

OF&ER Most Suitable  © 1&& Suitable

HEEIHISS w p310

Cutting Parameters




#E | Mould Industry GESAC

UP210-L90

47190°EIFEET]
4 Flute, Chamfering Milling Cutters 90°
e

| L = Qoo YL

FRCIBEESEP102IT  See page 102 for guidelines to icons

Ord;E?;%Code = Le L d FigLiEr;I=I5 No. S%jc?k
UP210-L90-04090 4 2 50 4 1 ®
UP210-L90-06090 6 3 50 6 1 [ )
UP210-L90-08090 8 4 60 8 1 (]
UP210-L90-10090 10 5 75 10 1 (]
UP210-L90-12090 12 6 75 12 1 [
UP210-L90-16090 16 8 100 16 1 (]
UP210-L90-20090 20 10 100 20 1 o)

otnfEEEFStock D AETol
oZEFfixEAvailable upon Order <12 -8,02
b>12 Bos

Bfzunit (mm)

T4} Workpiece Material

1234 5 123 123 123 4 5
o, s P
R, 52 =E R R _
(<35HRQ) (48HRCLAF) Stainless 2273 a5 RBEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © o} © o} o}

OfRIER Most Suitable  © && Suitable

HEIHSH 1 p310

Cutting Parameters




GESAC Mould Industry | #&E

UP210-L120

473120°EIFEET]
4 Flute, Chamfering Milling Cutters 120°

e -
=1L

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ord;%m;%code D Le L d Fige% No. &
UP210-L120-040120 4 1.2 50 4 1 [
UP210-L120-060120 6 1.8 50 6 1 [
UP210-L120-080120 8 2.4 60 8 1 [
UP210-L120-100120 10 2.9 75 10 1 [
UP210-L120-120120 12 35 75 12 1 [
UP210-L120-160120 16 4.6 100 16 1 [
UP210-L120-200120 20 5.8 100 20 1 e}

ofRfERETF Stock D AETol
oZEFRRE Available upon Order b<12 -802
D>12 Bos

Bfunit (mm)

T4} Workpiece Material

1234 5 123 123 123 4 5
iR, 52l e TR
(<35HRQ) (48HRCLAF) Stainless 7S BEE HaE as
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © 0 © o} o

OF&ER Most Suitable  © 1&& Suitable

HEEIHISS w p310

Cutting Parameters




¥E | Mould Industry GESAC

SP210-S3

37T
3 Flute, with Variable Helix

) —— === R
[
L
I E— am S G SR AT
Le RCIBIESEP102I See page 102 for guidelines to icons
L
Ordg%;%Code = Le L d Figilgr:eI=I5 No. S%)Z_c?—k
SP210-S3-02508 25 8 50 4 1 e}
SP210-53-03009 3 9 50 4 1 )
SP210-53-04011 4 11 50 4 2 [ ]
SP210-S3-05013 5 13 50 6 1 )
SP210-53-06016 6 16 50 6 2 o
SP210-53-08020 8 20 60 8 2 o
SP210-S3-10025 10 25 75 10 2 o
SP210-53-12030 12 30 75 12 2 °
SP210-S3-16036 16 36 100 16 2 [ ]
SP210-S3-20045 20 45 100 20 2 [ ]
;gﬁgﬁi%ﬁe upon Order Djlz /A\OETOI
S -0.02
b>12 Bos

Bfizunit (mm)

T4} Workpiece Material

P m [ N

1234 5 123 123 123 4 5
s, PN PN
R, 52 =E R R _
(<35HRQ) (48HRCLAF) Stainless 2273 a5 RBEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © @) ©

OfRIER Most Suitable  © && Suitable

HEIHSH 1 p310

Cutting Parameters




GESAC

Mould Industry

| R

SP210-C3

EYARZ> S BN =)
3 Flute, with Variable Helix with Chamfer
C

N } - E%ﬁ Fig1

o N

~=iad o] L L
hé Helix

LL, FRCIHBAIESEP102IT  See page 102 for guidelines to icons
L

18RS ES EE

Ordering Code 2 Le c L d Figure No. Stock
SP210-C3-06020 6 16 0.2 50 6 2 [ )
SP210-C3-08020 8 20 0.2 75 8 2 [ J
SP210-C3-10030 10 25 0.3 75 10 2 [ J
SP210-C3-12030 12 30 0.3 75 12 2 [ J
SP210-C3-16030 16 36 0.3 100 16 2 o
o EEETEStock N

O%%ﬁféAvailable upon Order D NETol
<2 | gy
D>12 o3
BAfifunit (mm)
T4} Workpiece Material
1234 5 123 123 123 4 5
iR, 52l e TR

(<35HRQ) (48HRCLLT) s s Has Hae am

Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

Steel(<35 HRC) Steel(<48HRC)
© © @) ©

OfEA Most Suitable

HEEIHISS w p310

Cutting Parameters

O I1&H Suitable




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

#E | Mould Industry

GESAC

SP210-C4

AT) LR R (TR~ MEIRR)
4 Flute, Variable Helix with Chamfer

C

[

=S

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordgg;ﬁ:g%ode B Lc C L d Fige% No. S%)Zéj_rk
SP210-C4-03003 3 9 0.03 50 4 1 [
SP210-C4-03013 3 9 0.13 50 4 1 [
SP210-C4-63008 3 8 0.15 57 6 1 [
SP210-C4-64011 4 11 0.15 57 6 1 [ J
SP210-C4-04004 4 11 0.04 50 4 2 [
SP210-C4-04018 4 11 0.18 50 4 2 [ J
SP210-C4-05005 5 13 0.05 50 6 1 o
SP210-C4-05013 5 13 0.15 57 6 1 [
SP210-C4-05020 5 13 0.2 50 6 1 [
SP210-C4-06006 6 16 0.06 50 6 2 [
SP210-C4-06013 6 13 0.2 57 6 2 [
SP210-C4-06020 6 16 0.2 50 6 2 [ )
SP210-C4-06040 6 16 0.4 50 6 2 o

:g%%gﬁzti?aﬁe upon Order D<Dlz /i);ﬁo;)l
D>12 o3
Bfunit (mm)
T {4#4%} Workpiece Material
P m I3 N
1234 123 123 123 4 5
e, (4BHRCLLT) RN B 0 ma = |
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© @) ©

OFRIES Most Suitable

HETHISE 5 p311

Cutting Parameters

156

0 1&#& Suitable



GESAC Mould Industry | #&E

SP210-C4

AT)ELUE R (T~ MEIRR)
4 Flute, Variable Helix with Chamfer

= ( — .
=K s
- ¢
 — T e gy [
k — 9 (¥ [
% FRICIBBIESEP102T  See page 102 for guidelines to icons
L ) 428 Continue
Ordgi—:%%lcode v Le e L d Fig?_No. S%)Tc?k
SP210-C4-08008 8 20 0.08 60 8 2 [ ]
SP210-C4-08019 8 19 0.2 63 8 2 ()
SP210-C4-08020 8 20 0.2 60 8 2 °
SP210-C4-10010 10 25 0.1 75 10 2 [ ]
SP210-C4-10022 10 22 0.3 72 10 2 [ ]
SP210-C4-10030 10 25 0.3 75 10 2 )
SP210-C4-12012 12 30 0.12 75 12 2 °
SP210-C4-12030 12 30 0.3 75 12 2 ®
SP210-C4-16015 16 36 0.15 100 16 2 [ ]
SP210-C4-16040 16 36 0.4 100 16 2 ()
SP210-C4-18015 18 45 0.15 100 18 2 @)
SP210-C4-20015 20 45 0.15 100 20 2 °
SP210-C4-20050 20 45 0.5 100 20 2 @)
:%;%gﬁvztigctﬁe upon Order D =]
D<12 Sn
p>12 Bos

BAffunit (mm)

T/441%} Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
iR, 52l EE TR
(<35HRC) (48HRCLAF) Stainless 7S a5 HaE as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OfRIES Most Suitable o i&#& Suitable

HEETHISE 5 p311

Cutting Parameters
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¥E | Mould Industry GESAC

SP210-S4

AT SL TR TE
4 Flute, with Variable Helix

el = L[

) % FRTIREEEEEP1020T See page 102 for guidelines to icons
Ordgﬁli—%;%&ode o = L d Figt%?_No. S%)?c?k
SP210-54-02006 2 6 50 4 1 [ J
SP210-S4-62006 2 6 50 6 1 ®
SP210-54-03009 3 9 50 4 1 [ J
SP210-S4-63009 3 9 50 6 1 [}
SP210-S4-04011 4 11 50 4 2 [}
SP210-S4-64011 4 11 50 6 1 [ J
SP210-S4-05013 5 13 50 6 1 )
SP210-S4-06016 6 16 50 6 2 [}
SP210-S4-07020 7 20 60 8 1 [}
SP210-S4-08020 8 20 60 8 2 o
SP210-54-10025 10 25 75 10 2 [ J
SP210-S4-12030 12 30 75 12 2 [ )
SP210-S4-16036 16 36 100 16 2 [}
SP210-S4-20045 20 45 100 20 2 [}
B aiable upon Order e
D>12 Soa

BAfizunit (mm)

T {4#4%} Workpiece Material

1234 5 123 123 123 4 5
iR, A2 =R TR
(<35HRQ) (48HRCLAF) Stainless 2273 a5 Was as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFI&ES Most Suitable  © 1&& Suitable

HETHISE 5 p311

Cutting Parameters

158



GESAC Mould Industry | &EE

SP210-CN4

ATJENIEEL VR E (JIRfEIR)
4 Flute Variable Helix with Chamfer, with Reduced Neck

o
= C

| =< K .
9 - -Freeaesa e I N N
Lc

L1

f—— Ry = nmi b e 5 1 O

d2

‘-—-Ll Le FRCIHBSESEP1025T  See page 102 for guidelines to icons
L

Ordg;%;%code = £ c d2 L1 L d Fige% No. S%)Z_c?—k
SP210-CN4-03013 3 10 0.13 2.9 18 75 4 1 (]
SP210-CN4-04018 4 12 0.18 3.8 20 75 4 2 [ )
SP210-CN4-05020 5 15 0.2 438 35 75 6 2 )
SP210-CN4-06020 6 16 0.2 5.8 24 100 6 2 [ )
SP210-CN4-08020 8 20 0.2 7.5 30 100 8 2 )
SP210-CN4-10030 10 25 0.3 9.5 40 150 10 2 o)
SP210-CN4-12030 12 30 0.3 11 40 150 12 2 (]
SP210-CN4-16040 16 36 0.4 15 50 150 16 2 o)
SP210-CN4-20050 20 45 0.5 19 60 150 20 2 (@]

;t%%%ﬁ;mhe upon Order D<Dlz /.L:fo;)l
b>12 -8:03

Bfi7unit (mm)

T4} Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
TisRG. | ueHRCEm) N %% EaS Bas aE
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

Steel(<35 HRC) Steel(<48HRC)
© © @) ©

OfER Most Suitable o J&& Suitable

RISy p311

Cutting Parameters




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

#E | Mould Industry

GESAC

SP210-R4

AT B E

4 Flute Comer Radius, with Variable Helix

s,

—
e ——— —
Lc i
L 3,
o ———— =L L U
h
Fio2 s | @ [ ]
Le FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
L
ITHS ES 2
Orderi@ Code = = r L d Figure No. Stock
SP210-R4-03002 3 9 0.2 50 4 1 o
SP210-R4-03003 3 9 0.3 50 4 1 ()
SP210-R4-03005 3 9 0.5 50 4 1 (]
SP210-R4-04003 4 11 0.3 50 4 2 (]
SP210-R4-04005 4 11 0.5 50 4 2 (]
SP210-R4-05003 5 13 0.3 50 6 1 o
SP210-R4-05005 5 13 0.5 50 6 1 (]
SP210-R4-05010 5 13 1 50 6 1 o
SP210-R4-06003 6 16 0.3 50 6 2 o
SP210-R4-06005 6 16 0.5 50 6 2 (]
SP210-R4-06010 6 16 1 50 6 2 (]
SP210-R4-06015 6 16 1.5 50 6 2 o
SP210-R4-08005 8 20 0.5 60 8 2 (]
SP210-R4-08010 8 20 1.0 60 8 2 ([
oimtEEETF Stock D AETol
oFETARE Available upon Order 0
D<12 S
b>12 Qo3
BAfizunit (mm)
T {4#4%} Workpiece Material
1234 5 123 123 123 4 5
iR, A2 =R AR
(<35HRQ) (48HRCLAF) Stainless ik a5 fiEI=E as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRQ) Steel(<48HRC) ee
© © O ©

OFIES Most Suitable

HETHISE 5 p311

Cutting Parameters

160

0 J&& Suitable



GESAC

Mould Industry

| &RE

SP210-R4

AT EIFAL VR E

4 Flute Comer Radius, with Variable Helix

L

E§i§

L

N
ﬁ Fig1

&
Le

- o
o] UL (U

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) 281 Continue

s ES B

Orderiﬁ:_; Code = Le r L d Figure No. Stock
SP210-R4-08015 8 20 1.5 60 8 2 o
SP210-R4-08020 8 20 2 60 8 2 o
SP210-R4-10005 10 25 0.5 75 10 2 [
SP210-R4-10010 10 25 1 75 10 2 [
SP210-R4-10015 10 25 1.5 75 10 2 [
SP210-R4-10020 10 25 2 75 10 2 [
SP210-R4-10030 10 25 3 75 10 2 [
SP210-R4-12005 12 30 0.5 75 12 2 [
SP210-R4-12010 12 30 1 75 12 2 [
SP210-R4-12015 12 30 1.5 75 12 2 [
SP210-R4-12020 12 30 2 75 12 2 [
SP210-R4-12030 12 30 3 75 12 2 [
SP210-R4-14020 14 32 2 75 14 2 o
SP210-R4-16020 16 36 2 100 16 2 o

oiREEEEFF Stock D AZTol

oFEFARE Available upon Order 0

bs12 -0.02

D>12 S0

Bfi7unit (mm)
T/441%} Workpiece Material
1234 5 123 123 123 4 5
BN, A2 Aasil TGN
(<35HRC) (48HRCLAT) Stainless 7273 =) wae as
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFIES Most Suitable

HEETHISE 5 p311

Cutting Parameters

O 1&®& Suitable
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#E | Mould Industry GESAC

SP210-RH4

ATHAREI AL SURTE
4 Flute with Long Comer Radius, with Variable Helix

N
Lc
L
<
e O =g o ] UL (]
L#' FRCIBEESEP102IT  See page 102 for guidelines to icons
L
T8RS Bs EF
Ordering Code = L r L d Figure No. Stock
SP210-RH4-04005 4 11 0.5 75 4 2 [ )
SP210-RH4-06005 6 15 0.5 75 6 2 [ ]
SP210-RH4-08005 8 20 0.5 100 8 2 o
SP210-RH4-08010 8 20 1 100 8 2 o
SP210-RH4-10005 10 25 0.5 100 10 2 o
SP210-RH4-10010 10 25 1 100 10 2 o
SP210-RH4-12010 12 30 1 100 12 2 [ )
o TR Stock D NETol
oFEFATE Available upon Order 0
bs12 -0.02
D>12 Sos

BAfizunit (mm)

T4} Workpiece Material

P m [ N

1234 5 123 123 123 4 5
s, PN PN
R, 52 =E R R _
(<35HRQ) (48HRCLAF) Stainless 2273 a5 RBEE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © @) ©

OfRIER Most Suitable  © && Suitable
HEHTHISH s p311

Cutting Parameters




GESAC

Mould Industry

| &RE

SP210-B2

27JBkk

2 Flute, Ballnose

"

, —

a S AS

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ordgﬁﬁg%Code B R Le L d Fige% No. S%)rc?k
SP210-B2-01002 1 0.5 2 50 4 1 [
SP210-B2-61002 1 0.5 2 50 6 1 O
SP210-B2-01503 1.5 0.75 3 50 4 1 ([
SP210-B2-61503 1.5 0.75 3 50 6 1 ([
SP210-B2-02004 2 1 4 50 4 1 ([
SP210-B2-62004 2 1 4 50 6 1 ([
SP210-B2-03006 3 1.5 6 50 4 1 ([
SP210-B2-63006 3 1.5 6 50 6 1 )
SP210-B2-04008 4 2 8 50 4 2 [
SP210-B2-06012 6 3 12 50 6 2 )
SP210-B2-06012A 6 3 12 60 6 2 [
SP210-B2-08014 8 4 14 60 8 2 )
SP210-B2-10018 10 5 18 75 10 2 ([
SP210-B2-11020 11 5.5 20 75 12 1 e}
SP210-B2-12022 12 6 22 75 12 2 ([

o REEEEFF Stock R AZTol

oZEFfixE Available upon Order R<ls —8,01
15<R<3 | o5

R=>3 S0

Efizunit (mm)
T1444%} Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
iR, 52l e TR )
(<35HRC) (48HRCLAF) Stainless 7S Ba HaE fss
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OfFIEA Most Suitable o

HEETHISE 5 p313

Cutting Parameters

j&& Suitable
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¥E | Mould Industry GESAC

SP210-BH2

2T ARERL
2 Flute Ballnose, with Long Shank Length

< - - @Ey Figt ﬂ
— SO U

. e Le . IFITIHBRESEP1025 See page 102 for guidelines to icons

Ordgzﬁg%(l:ode v . = L d Figt%e%No. Stgo?c?k
SP210-BH2-61002 1 0.5 2 75 6 1 [ J
SP210-BH2-61503 1.5 0.75 3 75 6 1 [}
SP210-BH2-02004 2 1 4 75 4 1 [ J
SP210-BH2-62004 2 1 4 75 6 1 [ J
SP210-BH2-63006 3 1.5 6 75 6 1 [ J
SP210-BH2-04008 4 2 8 75 4 2 [ J
SP210-BH2-04008A 4 2 8 100 4 2 [ J
SP210-BH2-64008 4 2 8 75 6 1 [ J
SP210-BH2-06012 6 3 12 75 6 2 [ J
SP210-BH2-06012A 6 3 12 100 6 2 [ J
SP210-BH2-08014 8 4 14 75 8 2 [ J
SP210-BH2-08014A 8 4 14 100 8 2 [}
SP210-BH2-10018 10 5 18 100 10 2 [}
SP210-BH2-12022 12 6 22 100 12 2 [}

:Iﬁg;%%?fv?iﬁ;tﬁe upon Order i ’AoﬁTol

R<15 o

15<R<3 | o5

R>3 L0

Bfizunit (mm)

T {4#4%} Workpiece Material

1234 5 123 123 123 4 5
iR, A2 =R TR
(<35HRQ) (48HRCLAF) Stainless 2273 a5 Was as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© © O ©

OFI&ES Most Suitable  © 1&& Suitable

HEEHISS 5 p313

Cutting Parameters

164



GESAC Mould Industry | #&E

UPR100-54

A7JREIN Tk
4 Flute Square, with Roughing Geometry

. ol UL o

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

IS 5 " 1 q E= 7
Ordering Code Figure No. Stock
UPR100-54-06015 6 15 50 6 2 (]
UPR100-54-08020 8 20 60 8 2 (]
UPR100-S4-10025 10 25 75 10 2 (]
UPR100-S4-12030 12 30 75 12 2 (]
UPR100-S4-14034 14 34 100 14 2 (]
UPR100-S4-16036 16 36 100 16 2 (]
UPR100-5S4-20045 20 45 100 20 2 (]
oiREEEETF Stock D AZTol
oFETRRE Available upon Order < 0
<6 -0.03
6<0<10 | Qo4

Bfifunit (mm)

T 4#4%} Workpiece Material

1234 5 123 123 123 4 5
. Am Py
s (RO i ik a8 A BE
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
© O O © @) O

OfER Most Suitable o J&& Suitable

HEEFIHISS w p314

Cutting Parameters




#E | Mould Industry GESAC

UPR210-54

ATJFENN TSk
4 Flute Square, with Roughing Geometry

b e L [

FRCIBEESEP102IT  See page 102 for guidelines to icons

RS Es EF

Ordering Code = = c L d Figure No. Stock
UPR210-54-06016 6 16 0.2 50 6 2 °
UPR210-S4-08020 8 20 0.2 60 8 2 °
UPR210-S4-10025 10 25 0.3 75 10 2 [}
UPR210-S4-12030 12 30 0.3 75 12 2 o
UPR210-S4-16036 16 36 0.4 100 16 2 (]
UPR210-S4-20045 20 45 0.5 100 20 2 [}

oiTERETF Stock D AZTol

oFEFAE Available upon Order < 0

Ds6 -0.03

6<D<10 | Qo4

Bfi7unit (mm)

T4#4%} Workpiece Material

P L H
1234 5 123 123 1 2 34
Wi, AL ‘Sﬁﬂ\ﬂ TN RN FETEEN RN
Caré;nsgt:zanoy Afl“oile'i(e:léfT-Fo)ol Stainless Ca?tﬁ%on Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) |  Steel(<48HRC) Steel 5-55ARA) (55-601RA (> eonRa
© o o © ©

OfRIER Most Suitable  © && Suitable

REIHSH 3 p316

Cutting Parameters




Mould Industry | 1#EE

GESAC

UPN210-54

ATJREIN TSk
4 Flute Square, with Roughing Geometry

e %ﬁ g

—
=i oo -1 ML [

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

&
’j Fig2

IT5RE E= EF

Ordering Code = = c L d Figure No. Stock
UPN210-54-06016 6 16 0.2 50 6 2 °
UPN210-54-08020 8 20 0.2 60 8 2 ®
UPN210-54-10025 10 25 0.3 75 10 2 o
UPN210-S4-12030 12 30 0.3 75 12 2 [
UPN210-54-16036 16 36 04 100 16 2 ®
UPN210-S4-20045 20 45 0.5 100 20 2 o

oiRAEREF Stock D AZTol

oFETARE Available upon Order <t 0

S -0.03

6<D<10 | Qo4

D>10 o5

Bfi7unit (mm)

T{4#1%} Workpiece Material

P m O H
1234 5 123 123 1 2 34
B, i (e TN HAE SR e
Caré(:nsgtll':anoy Afl‘ti/HSi(e:z)l\T-Fo)ol Stainless Ca%sﬁtiI%mn Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) Steel (45-55HRC) (55-60HRC) (>60HRC)
) e @) © @)

OFIES Most Suitable

IS w p317

Cutting Parameters

0 1&#& Suitable
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#E | Mould Industry

GESAC

SH160-52

270k
2 Flute, Standard Length

]

Et Fig1
Lc
E Fig2

ﬂ

=rimsen

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordeiri:%%éode = - L d Fig:sNo. S%)Tc?k
SH160-S2-00501 0.5 1.5 50 4 1 0
SH160-S2-01003 1 3 50 4 1 ®
SH160-S2-01504 1.5 4 50 4 1 ®
SH160-S2-02006 2 6 50 4 1 ®
SH160-52-02508 2.5 8 50 4 1 ®
SH160-S2-03009 3 9 50 4 1 (]
SH160-S2-63009 3 9 50 6 1 (]
SH160-S2-04010 4 10 50 4 2 (]
SH160-S2-64010 4 10 50 6 1 [
SH160-S2-05013 5 13 50 6 1 (]
SH160-S2-06015 6 15 50 6 2 [

oITAEEETF Stock NETol

oFETARE Available upon Order D<12 —802

D>12 S

Bfiunit (mm)
T {##4%} Workpiece Material
1234 5 n 6 1 2 34
W, e FE PHS S/ DERAH R R PR
Caré;n‘a’ggza”oy AEI‘t)E;HSFigz)I:‘I—ELI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRC)
©

OFIES Most Suitable o

HETHISS % p318

Cutting Parameters

168

i&& Suitable



GESAC

Mould Industry

| &RE

SH160-S2

270k
2 Flute, Standard Length

]

Et Fig1
Lc
= Fig2

ﬂ

=rimseEm

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

T8RS BsS EF

Orderin)\g Code = £ L d Figure No. Stock
SH160-S2-07020 7 20 60 8 1 ¢
SH160-S2-08020 8 20 60 8 2 (]
SH160-S2-09023 9 23 75 10 1 ¢)
SH160-S2-10025 10 25 75 10 2 (]
SH160-S2-11028 11 28 75 12 1 @)
SH160-S2-12030 12 30 75 12 2 @)
SH160-S2-13032 13 32 100 14 1 @)
SH160-S2-14034 14 34 100 14 2 @)
SH160-S2-16036 16 36 100 16 2 @)
SH160-S2-18040 18 40 100 18 2 @)
SH160-S2-20045 20 45 100 20 2 @)

o iR Stock D AZETol
oFETAE Available upon Order D<12 802
D>12 Bos
Bf7unit (mm)
T{4#4%} Workpiece Material
1234 5 6 1 2 34
KR P PHISEREE (/SRR P PN P
Carbon SteelAlloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRC)
©

OFIES Most Suitable o

HEETHISS 5 p318

Cutting Parameters

&4 Suitable
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¥E | Mould Industry GESAC

SH160-54

ATIFk
4 Flute, Standard Length

e e

o
L
T ER =L L
Le IRCIHBIESEP102  See page 102 for guidelines to icons
L
Ordggi—%%%lcode o = L d Fig?_No. S%)?c?k
SH160-S4-01003 1 3 50 4 1 [ J
SH160-S4-01504 1.5 4 50 4 1 [ J
SH160-S4-02006 2 6 50 4 1 o
SH160-S4-02508 2.5 8 50 4 1 [ J
SH160-S4-03009 3 9 50 4 1 [}
SH160-S4-63009 3 9 50 6 1 o
SH160-S4-04010 4 10 50 4 2 [ J
SH160-S4-64010 4 10 50 6 1 o
SH160-S4-05013 5 13 50 6 1 [ J
SH160-S4-06015 6 15 50 6 2 [}
SH160-S4-07020 7 20 60 8 1 O
SH160-S4-08020 8 20 60 8 2 [ J
SH160-S4-09023 9 23 75 10 1 @)
SH160-S4-10025 10 25 75 10 2 [ J
SH160-S4-12030 12 30 75 12 2 [}
SH160-S4-16036 16 36 100 16 2 [}
SH160-S4-20045 20 45 100 20 2 [ J
;g%%ngviti%ﬁe upon Order D @OﬁTol
b<12 -0.02
D>12 o3
Bfiunit (mm)
T{4#4%} Workpiece Material
1234 5 n 6 1 2 34
B, Sy F PHSE2E K/ DER/AS R PR PR
Carl)(;nagtHezl(i)Alloy AEIA:)%/HSFE:I%‘I—E)OI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRC)
©

OFI&ES Most Suitable  © 1&& Suitable

HETHISS % p318

Cutting Parameters

170



GESAC Mould Industry | #&E

SH160-SH4

AT
4 Flute, with Long Shank Length

] - ﬁj - ﬁ
Lc
L
A | i
pIE—c £ I g [ ST L
Lc FRCIRBBEE%EP102T  See page 102 for guidelines to icons
L
1JHS ES =3
Ordering Code = £ L d Figure No. Stock
SH160-SH4-03012 3 12 75 4 1 [ )
SH160-SH4-04015 4 15 75 4 2 o
SH160-SH4-06020 6 20 100 6 2 (]
SH160-SH4-08025 8 25 100 8 2 (]
SH160-SH4-10030 10 30 100 10 2 [ ]
SH160-SH4-12035 12 35 100 12 2 (]
oiRAEETF Stock N
o;;%ﬁﬁ Available upon Order D AOETOI
bs12 -0.02
b>12 Bos

Bfiunit (mm)

T 4#4%} Workpiece Material

1234 5 6 1 > T
pas A S EM
FSshR0). (48HRCLLT) PHASERERI/SECHAH PRI PR N
Carbon Steel, Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
©

OF&ER Most Suitable  © 1&& Suitable

HEEIHISS w p31g

Cutting Parameters




#E | Mould Industry GESAC

SH160-5S6

671k
6 Flute, Standard Length

e e A
aI _ @E Fig2 E@ﬁgﬂ

Le HRCHBEIESEP102I  See page 102 for guidelines to icons
L
RS Es EF
Ordering Code = = L d Figure No. Stock
SH160-S6-06015 6 15 50 6 2 [}
SH160-S6-08020 8 20 60 8 2 [}
SH160-S6-10025 10 25 75 10 2 [}
SH160-S6-12030 12 30 75 12 2 [}
SH160-S6-16036 16 36 100 16 2 [ J
SH160-S6-20045 20 45 100 20 2 o
ot WEEETF Stock
oFEFRRE Available upon Order D IL‘\()%TOI
D<12 o2
D>12 Dos

BAfizunit (mm)

T 14548 Workpiece Material

1234 5 6 1 2 34
ey P pay
A s PHISERERIA/ DR e SEREH YRR
Carbon Steel All Alloy Steel. Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon Seen oY oy Stee, 00 (<35HRO) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRC) Steel(<48HRC)
©

OF&ER Most Suitable o 1&& Suitable

HEHSH 1 p3qg

Cutting Parameters




GESAC

Mould Industry

| &RE

SH160-R2

2] Bk

2 Flute, Corner Radius

?,I -

<

o)

=lo[-R UL

BI _ — L Fig2
L% TRCIBEIES%EP1025T  See page 102 for guidelines to icons
L
Ord;ri%z;%Ode = Le r L d Figl%?No. S%)Tc?k
SH160-R2-02002 2 6 0.2 50 4 1 (]
SH160-R2-03003 3 9 0.3 50 4 1 @)
SH160-R2-03005 3 9 0.5 50 4 1 °
SH160-R2-04005 4 10 0.5 50 4 2 °
SH160-R2-04010 4 10 1 50 4 2 °
SH160-R2-05005 5 13 0.5 50 6 1 fe)
SH160-R2-05010 5 13 1 50 6 1 @)
SH160-R2-06005 6 15 0.5 50 6 2 (]
SH160-R2-06010 6 15 1 50 6 2 °
SH160-R2-08005 8 20 0.5 60 8 2 (]
Z%—‘ggﬁvﬁi&c};e upon Order D|<D1 5 /L_\\?i?l
D>12 D03
BfiJunit (mm)
T 4#4%} Workpiece Material
1234 5 n 6 1 2 34
., S frRa PHISSkBE/A/ T3 FGAHN P P S
Cartgc:n3§t|:§filloy AfI‘LSyHSiS:ITTFo)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRC)
©

OFIES Most Suitable

HEETHISS 5 p318

Cutting Parameters

O J1&& Suitable
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¥E | Mould Industry GESAC

SH160-R2

27 EfAk

2 Flute, Corner Radius
] - %ﬁ Fig (I < N
a— =1 UL

Lc FRCHIBEES#EP1020 See page 102 for guidelines to icons

) £Eg7 Continue

Ordgg%_ﬁg%(bde = - r L d Fige% No. S%jc?k
SH160-R2-08010 8 20 1 60 8 2 [ J
SH160-R2-10005 10 25 0.5 75 10 2
SH160-R2-10010 10 25 1 75 10 2 o
SH160-R2-10015 10 25 1.5 75 10 2 e}
SH160-R2-10020 10 25 2 75 10 2 @)
SH160-R2-12005 12 30 0.5 75 12 2 o
SH160-R2-12010 12 30 1 75 12 2 o
SH160-R2-12015 12 30 1.5 75 12 2 e}
SH160-R2-12020 12 30 2 75 12 2 e}

;%;%ngv?i?acl;e upon Order D£12 /’}iT:I
p>12 So3

BAfizunit (mm)

T 14548 Workpiece Material

1234 5 6 1 2 34
ey P pay
A P PHSSKEE I/ DEEHASR PR N P
Carbon Steel Al Alloy Steel. Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon steel,Alloy oy Steel, 100 (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRC) Steel(<48HRC)
©

OF&R Most Suitable  © 1&& Suitable

HEHSH 1 p3qg

Cutting Parameters




GESAC

Mould Industry

| &RE

SH160-R4

ARk

4 Flute, Corner Radius

]

g
ét: Fig1
Lc

<
. Fig2

=Rl UL

Lc FRCIHBAIESEP102IT  See page 102 for guidelines to icons
L

1T5RS Bs EF

Orderinmg Code e Le r L d Figure No. Stock
SH160-R4-02002 2 6 0.2 50 4 1 [
SH160-R4-03003 3 9 0.3 50 4 1 [}
SH160-R4-03005 3 9 0.5 50 4 1 [ )
SH160-R4-63003 3 8 0.3 50 6 1 o
SH160-R4-63005 3 8 0.5 50 6 1 [ )
SH160-R4-04002 4 10 0.2 50 4 2 o
SH160-R4-04003 4 10 0.3 50 4 2 )
SH160-R4-04005 4 10 0.5 50 4 2 [ ]
SH160-R4-04010 4 10 1 50 4 2 [
SH160-R4-64002 4 10 0.2 50 6 1 [ ]
SH160-R4-64003 4 10 0.3 50 6 1 0]
SH160-R4-64005 4 10 0.5 50 6 1 [ ]
SH160-R4-64010 4 10 1 50 6 1 o
SH160-R4-05005 5 13 0.5 50 6 1 o
SH160-R4-05010 5 13 1 50 6 1 e)
SH160-R4-06002 6 15 0.2 50 6 2 o

oiRAEETF Stock ,
o;‘.;%ﬁjﬁ Available upon Order b A()%Tol
D<12 3o
D>12 Q03
Bfifunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
BN, SEW A & % %
. PHSEREM/ S ERAN TRHEEEN TERTSEER) RSN

Cartgc:n3§tlzrélcilloy AfI‘tJSyHSiS:I\TFo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel

Steel(<35 I-iRC) Steel(s48IL|RC) (< 35HRC) (45-55HRC) (55-60HRC) (>60HRC)
©

OfEA Most Suitable

HEEIHISS w p31g

Cutting Parameters

O I1&H Suitable
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#E | Mould Industry

GESAC

SH160-R4

ATERk

4 Flute, Corner Radius

]

g
ét: Fig1
Lc

<
I A Fig2

=R L

LL—C_ FRCIRBEIEES%EP1025T See page 102 for guidelines to icons
L ) 4Egi Continue

THEs EBS EF

Orderinmg Code E Ee r L d Figure No. Stock
SH160-R4-06003 6 15 0.3 50 6 2 )
SH160-R4-06005 6 15 0.5 50 6 2 ®
SH160-R4-06010 6 15 1 50 6 2 )
SH160-R4-08002 8 20 0.2 60 8 2 )
SH160-R4-08003 8 20 0.3 60 8 2 )
SH160-R4-08005 8 20 0.5 60 8 2 )
SH160-R4-08010 8 20 1 60 8 2 )
SH160-R4-10005 10 25 0.5 75 10 2 )
SH160-R4-10010 10 25 1 75 10 2 )
SH160-R4-10015 10 25 1.5 75 10 2 @)
SH160-R4-10020 10 25 2 75 10 2 0]
SH160-R4-12005 12 30 0.5 75 12 2 )
SH160-R4-12010 12 30 1 75 12 2 ®
SH160-R4-12015 12 30 1.5 75 12 2 @)
SH160-R4-12020 12 30 2 75 12 2 o

oiREEETTF Stock y
oFETAE Available upon Order ° 4}0§T0I
p<i12 -0.02
D>12 o3
BAfifunit (mm)
T/4#4%} Workpiece Material
1234 5 6 1 34
wER, G2 =gl % % o
< PHEERERR/ SRR P RSN TEREEEEN
Carlgc:nsgtljezadloy AEI‘t)E;HSFigz)I\‘I—E)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
©

OFIEA Most Suitable

HETHISS % p318

Cutting Parameters

176

O J&& Suitable



GESAC Mould Industry | #&E

SH160-RH4

AT AL
4 Flute Corner Radius, with Long Shank Length

. - - @?ﬁﬁ Fig1 ﬂ
— ol UL

“L“ IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L

RS Es Bz

Ordering Code E Le r L d Figure No. Stock
SH160-RH4-06005 6 15 0.5 75 6 2 )
SH160-RH4-06010 6 15 1 75 6 2 [ )
SH160-RH4-08005 8 20 0.5 100 8 2 [ )
SH160-RH4-08010 8 20 1 100 8 2 o
SH160-RH4-10005 10 25 0.5 100 10 2 [ )
SH160-RH4-10010 10 25 1 100 10 2 [ )
SH160-RH4-12005 12 30 0.5 100 12 2 [ )

oiRAERETF Stock
oFEFRRE Available upon Order D 2\\0§Tol
D<12 -0.02
D>12 o3
Bfifunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
B P PHSHER/ DA P P P
Carkfon Steel Alloy AEon Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRO)
©

OfER Most Suitable o J&& Suitable

HEEIHISS w p31g

Cutting Parameters
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#E | Mould Industry

GESAC

SH160-B2

2 JJBksk

2 Flute, Ballnose

]

,. g —

Q[

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Ordgri:?z%code b R Lc L & Figu@r: No. | &3
SH160-B2-00501 0.5 0.25 1 50 4 1 [ J
SH160-B2-01002 1 0.5 2 50 4 1 [}
SH160-B2-01503 1.5 0.75 3 50 4 1 [}
SH160-B2-02004 2 1 4 50 4 1 [}
SH160-B2-03006 3 1.5 6 50 4 1 [}
SH160-B2-04008 4 2 8 50 4 2 [}
SH160-B2-05010 5 2.5 10 50 6 1 [ J
SH160-B2-06012 6 3 12 50 6 2 [ J
SH160-B2-07014 7 35 14 60 8 1 [ J
SH160-B2-08014 8 4 14 60 8 2 [ J
SH160-B2-09016 9 4.5 16 75 10 1 O
SH160-B2-10018 10 5 18 75 10 2 [ J
SH160-B2-11020 11 5.5 20 75 12 1 O
SH160-B2-12022 12 6 22 75 12 2 [
SH160-B2-16026 16 8 26 100 16 2 [

oiRAEEETE Stock D NETol

oFETAE Available upon Order R<LS —8.01
15<R<3 | §ois

R>3 o2

BAfSunit (mm)
T {##4%} Workpiece Material
1234 5 n 6 1 2 34
KR P PHISHEE K/ DEEAS KRB IR R
Carbon Steel Alloy Alloy Steel, Tool PH, Ferrlt(e(, %ﬂ'?g)sme Steel H?E?;;g sgel H?gcé?g(e):g ng;m Ha(rgeGrz)e;iRSCt)eel
Steel(<35 HRC) Steel(<48HRC)
©

OfRIES Most Suitable

HETHISS % p319

Cutting Parameters

178

O J&& Suitable



Mould Industry | 1#EE

GESAC

SH160-BH2

2 IRk
2 Flute Ballnose, with Long Shank Length
<

[

=G SEAS ]
L Helix Ballnose

FRCIBEIESEP?IT See Page ? for guidelines to icons

A= Sy EF
OrderirJ@ Code v . = L - Figure No. Stock
SH160-BH2-04008 4 2 8 75 4 2 e}
SH160-BH2-06012 6 3 12 100 6 2 (]
SH160-BH2-08014 8 4 14 100 8 2 [
SH160-BH2-10018 10 5 18 100 10 2 ()
SH160-BH2-12024 12 6 24 100 12 2 [
oiTERETF Stock D RNETol
oFETARE Available upon Order R<1s 0
= -0.01
15<R<3 | Jois
R=>3 S
Bfi7unit (mm)
T/4#1%} Workpiece Material
1234 5 6 1 2 34
B Be P PHSSZRIK/ DGR N P P
Carkfon Steel Zklloy Al(loy Steol To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
©

OFIES Most Suitable

HEEFIHISS w p319

Cutting Parameters

o 1&H Suitable




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

#E | Mould Industry

GESAC

SH160-B4

ATIRL

4 Flute, Ballnose

]

ﬂ

=R e
l ‘ : Helix Ballnose

bl Fig2
Lc FRCIRBEIEES%EP1025T See page 102 for guidelines to icons
L
T8RS ES JE2Ed
Orderiﬁ\g Code = i = L e Figure No. Stock
SH160-B4-02004 2 1 4 50 4 1 @)
SH160-B4-03006 3 1.5 6 50 4 1 ®
SH160-B4-04008 4 2 8 50 4 2 O
SH160-B4-05010 5 2.5 10 50 6 1 (0]
SH160-B4-06012 6 3 12 50 6 2 )
SH160-B4-07014 7 3.5 14 60 8 1 (@)
SH160-B4-08014 8 4 14 60 8 2 )
SH160-B4-09016 9 4.5 16 75 10 1 (@)
SH160-B4-10018 10 5 18 75 10 2 )
SH160-B4-11020 11 5.5 20 75 12 1 (@)
SH160-B4-12022 12 6 22 75 12 2 o
SH160-B4-16026 16 8 26 100 16 2 (@)
oiEEETF Stock D AETol
oFEFRAE Available upon Order RELS 0
= -0.01
15<R<3 | o5
R=3 o2
Bfunit (mm)
T/4#1% Workpiece Material
1234 5 6 1 2 34
. L i PHISHREE(/ DR i P P
Carb(on Steel Alloy Afloy Steel 'I—Fo)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRO)
©

OFRIES Most Suitable

HETHISS % p319

Cutting Parameters

180

O J&& Suitable



GESAC Mould Industry | #&E

SH260-S2-H =

270k
2 Flute, Standard Length

| s

= o[- Lt
6 Helix

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ord;?nﬁ;%code o = L d Figl%e% No. S%)T?k
SH260-S2-1-2.5-H 1 2.5 50 4 1 °
SH260-S2-2-5-H 2 5 50 4 1 ()
SH260-S2-3-7-H 3 7.5 50 4 1 °
SH260-S2-4-10-H 4 10 50 4 2 °
SH260-S2-5-12.5-H 5 12.5 50 6 1 °
SH260-S2-6-15-H 6 15 50 6 2 ()
SH260-S2-8-20-H 8 20 60 8 2 °
SH260-S2-10-25-H 10 25 75 10 2 °
SH260-52-12-30-H 12 30 75 12 2 °

;ﬁ%%g?fv?imﬁe upon Order D£12 /Ii\\gﬁ(:ﬂ
D>12 -8:015

BAfZunit (mm)

T 4#4%} Workpiece Material

1234 5 6 1 2 34
pay
KR P PHSERE A/ DR i P PR
Carbon Steel All Alloy Steel Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon steelAlloy Oy Steel, 100 (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRCQ) Steel(<48HRC)
@) © ©) ©® o)

OERIES Most Suitable

HEEFIHISS w p319

Cutting Parameters

O J&& Suitable




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

#E | Mould Industry

GESAC

SH260-SN2-H wn

27k
2 Flute, with Reduced Neck

1]

j Fig1

o2

= Q=] HL Ui

Er _ } N+ Fig2
L L FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
L
T8RS BsS Bz
Ordering Code B Le d2 L1 L d Figure No.| Stock
SH260-SN2-1-3-H 1 1.5 0.96 3 50 4 1 [
SH260-SN2-1-6-H 1 1.5 0.96 6 50 4 1 [
SH260-SN2-2-6-H 2 3 1.92 6 50 4 1 [ )
SH260-SN2-2-12-H 2 3 1.92 12 50 4 1 [ )
SH260-SN2-3-9-H 3 45 2.88 9 50 4 1 [ )
SH260-SN2-3-18-H 3 4.5 2.88 18 50 4 1 e}
SH260-SN2-4-12-H-6 4 6 38 12 60 6 2 [ )
SH260-SN2-4-24-H-6 4 6 38 24 60 6 1 [
SH260-SN2-5-15-H 5 7.5 4.8 15 60 6 1 e
SH260-SN2-6-18-H 6 9 5.8 18 75 6 2 [
SH260-SN2-6-36-H 6 9 5.8 36 75 6 2 O
ofRAERERF Stock AZTol
oFETARE Available upon Order b<12 —8.01
D>12 Sois
Bfifunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
iR, 2N =x 0] & 2% %
N PHSBRE /S ERAN TERTSEER) RIS RIS
Caré;nsg:ezanoy AEILLE;HS'EBI\'—I'?OI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
@) © ©) ) 0

OFRIES Most Suitable

HEETHISS % p320

Cutting Parameters

182

O J&& Suitable



GESAC Mould Industry | t&E
ATk
4 Flute, Standard Length
|, —
== = —_— S
Lc | ¥ e,
L
 —— £ =] L
Helix
Le FRCIHBAIESEP102IT  See page 102 for guidelines to icons
L
11585 BsS EF
Ordering Code L Le L d Figure No. Stock
SH260-S4-1-2.5-H 1 2.5 50 4 1 [ J
SH260-S4-1.5-4-H 1.5 4 50 4 1 [}
SH260-S4-2-5-H 2 5 50 4 1 [}
SH260-54-2.5-6-H 2.5 6 50 4 1 ()
SH260-54-3-8-H-3 3 8 50 3 2 [ )
SH260-S4-4-10-H 4 10 50 4 2 [}
SH260-54-5-13-H 5 13 50 6 1 ()
SH260-54-6-15-H 6 15 50 6 2 ()
SH260-S4-8-20-H 8 20 60 8 2 [}
SH260-S4-10-25-H 10 25 75 10 2 [}
SH260-S4-10-30-H 10 30 75 10 2 [ J
SH260-S4-12-30-H 12 30 75 12 2 [}
SH260-S4-12-36-H 12 36 75 12 2 [ J
SH260-S4-16-40-H 16 40 100 16 2 [}
SH260-S4-20-50-H 20 50 100 20 2 [ J
otNEEEETF Stock D RNETol
oFETRRE Available upon Order 0
D<6 o1
e<o<12 | Oy
b>12 Bos
Bfi7unit (mm)
T {418} Workpiece Material
1234 5 6 1 2 34
KR P o, PHISSREE(/ DRI i P P
Carbon Steel Allo Alloy Steel Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Y Steeyl(s48F1RC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRO)
e) © © © e)

OfEA Most Suitable

HEETHISE 5 p321

Cutting Parameters

O I1&H Suitable
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#E | Mould Industry

GESAC

SH260-SH4-H o

ATRITF

4 Flute, with Long Shank Length

nI -

E{‘( Fig1

=1 DL

LL—C‘ FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
Rs S 7
OrderinJ\Q Code = Le L d Figure No. Stock
SH260-SH4-1-60-H 1 2.5 60 4 1 [ J
SH260-SH4-2-60-H 2 5 60 4 1 ()
SH260-SH4-3-60-H 3 8 60 4 1 [
SH260-SH4-3-60-H-6 3 8 60 6 1 [ )
SH260-SH4-4-60-H 4 10 60 4 2 [ )
SH260-SH4-4-60-H-6 4 10 60 6 1 [ )
SH260-SH4-4-75-H-6 4 10 75 6 1 [ )
SH260-SH4-5-60-H 5 13 60 6 1 [ )
SH260-SH4-6-60-H 6 15 60 6 2 [ )
SH260-SH4-6-75-H 6 15 75 6 2 [ )
SH260-SH4-8-75-H 8 20 75 8 2 [ )
SH260-SH4-8-100-H 8 20 100 8 2 [ )
SH260-SH4-10-100-H 10 25 100 10 2 [ )
SH260-SH4-12-100-H 12 30 100 12 2 [ )
SH260-SH4-16-150-H 16 40 150 16 2 [ J
SH260-SH4-20-150-H 20 50 150 20 2 O
oiRAEEETF Stock D KETol
oFEFRE Available upon Order D<E 0
= -0.01
6<D<12 Sn
D>12 Sos
BAfizunit (mm)
T4+ Workpiece Material
1234 5 6 1 2 34
R P ., PHISSXEA/ DR PR P R
Carbon Steel, Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
O © © © @)

OFRIES Most Suitable

HETHISE 5 p321

Cutting Parameters

184

O J&& Suitable



GESAC

Mould Industry | 1&E

SH260-SN4-H =

ATHRIRT S

4 Flute, with Reduced Neck

— = - ———
=t - S
Lc -
L1
L
e
LL—C* IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L1
L
18RS ES EF
Orderiﬁ\g Code = £ d2 L1 L d Figure No.| Stock
SH260-SN4-1-3-H 1 2 0.96 3 50 4 1 e}
SH260-SN4-1-6-H 1 2 0.96 6 50 4 1 )
SH260-SN4-2-6-H 2 4 1.92 6 50 4 1 [
SH260-SN4-2-12-H 2 4 1.92 12 50 4 1 [
SH260-SN4-3-9-H 3 6 2.88 9 50 4 1 [
SH260-SN4-3-18-H-6 3 6 2.88 18 60 6 1 e}
SH260-SN4-4-12-H 4 8 38 12 60 4 2 [
SH260-SN4-4-24-H-6 4 8 38 24 60 6 1 (e}
SH260-SN4-5-15-H 5 10 4.8 15 60 6 1 e}
SH260-SN4-6-18-H 6 12 5.8 18 75 6 2 (e}
SH260-SN4-6-24-H 6 12 5.8 24 75 6 2 [
SH260-SN4-8-24-H 8 16 7.8 24 75 8 2 (e}
SH260-SN4-8-32-H 8 16 7.8 32 100 8 2 [
SH260-SN4-10-30-H 10 20 9.8 30 100 10 2 e}
SH260-SN4-10-40-H 10 20 9.8 40 100 10 2 [
SH260-SN4-12-36-H 12 24 11.8 36 100 12 2 O
o RfEREfEStock NETol
o TlixEAvailable upon Order 0
D<6 -0.01
6<D<12 Sw
D>12 03
&1itunit (mm)
T {418} Workpiece Material
1234 5 6 1 2 34
KR P o, PHISSRZE// DS P P P
Carbon Steel Allo Alloy Steel Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Y Steeyl(s48F1RC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRO)
@) © © ©) e

OFIES Most Suitable

HEETHISE 5 p321

Cutting Parameters

O J&& Suitable
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#E | Mould Industry

GESAC

SH260-SL4-H o

ATETIFL
4 Flute, Long Flute Length

s e ae—
-
Lc - — B
L
e g e LI
L Lc HRCHBEIESEP102I  See page 102 for guidelines to icons
L
TR ES EF
Ordering Code b Le L d Figure No. Stock
SH260-SL4-1-5-H 1 5 50 4 1 [}
SH260-SL4-2-10-H 2 10 50 4 1 )
SH260-SL4-3-15-H 3 15 50 4 1 e)
SH260-SL4-4-16-H 4 16 60 4 2 [
SH260-SL4-4-20-H-6 4 20 60 6 1 [
SH260-SL4-5-20-H 5 20 60 6 1 0]
SH260-SL4-6-24-H 6 24 75 6 2 [
SH260-SL4-8-32-H 8 32 75 8 2 [
SH260-SL4-10-40-H 10 40 100 10 2 [}
SH260-SL4-10-50-H 10 50 120 10 2 (@)
SH260-SL4-12-50-H 12 50 120 12 2 O
SH260-SL4-16-60-H 16 60 150 16 2 [}
oiEETEStock D AETol
oFEFiEAvailable upon Order D<6 801
6<p<12 | Qo
D>12 Sos
gBfifunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
o, D e PHIS R/ B EC(4 P P P
Carlgon Steel Alloy Afloy Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
@) © ©) ) 0

Of&EA Most Suitable

HEMSH ¢ p3o1

Cutting Parameters

O J1&& Suitable




GESAC

Mould Industry | 1&E

SH260-R4-H =

ATERk

4 Flute, Corner Radius

4 - J%ﬁ Fig1

e———

Lc

L

=R L

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

RS Es =

Orderi@ Code = L r L d Figure No. Stock
SH260-R4-1-0.1-H 1 25 0.1 50 4 1 [
SH260-R4-1-0.2-H 1 2.5 0.2 50 4 1 ()
SH260-R4-1.5-0.1-H 1.5 4 0.1 50 4 1 [
SH260-R4-1.5-0.2-H 1.5 4 0.2 50 4 1 ()
SH260-R4-1.5-0.3-H 1.5 4 0.3 50 4 1 [
SH260-R4-2-0.1-H 2 5 0.1 50 4 1 ()
SH260-R4-2-0.2-H 2 5 0.2 50 4 1 [
SH260-R4-2-0.3-H 2 5 03 50 4 1 ()
SH260-R4-2-0.5-H 2 5 0.5 50 4 1 [
SH260-R4-3-0.2-H 3 8 0.2 50 4 1 ()
SH260-R4-3-0.3-H 3 8 03 50 4 1 o
SH260-R4-3-0.5-H 3 8 0.5 50 4 1 (]

otEEEAFStock D AZETol

oFEFhEAvailable upon Order <6 0

= -0.01

6<0<12 | o,

D>12 o3

fifunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
B, D ssin PHISSXEA/ DA i P PR

Carb(on Steel Z\Iloy Afloy Steel TFo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel

Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
O © © © @)

OF&ER Most Suitable  © 1&& Suitable

HEETHISE 5 p321

Cutting Parameters
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#E | Mould Industry

GESAC

SH260-R4-H =

ATERAk

4 Flute, Corner Radius

g - 5=+ o - -
LL—C— K = -
L
: Al l30T U
JHA TIAICISIN
o —— oo Yk
Lc FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
L ) &R Continue
TS ES 257
Orderin)\g Code = = r L d Figure No. Stock
SH260-R4-3-0.2-H-3 3 8 0.2 50 3 2 [
SH260-R4-3-0.3-H-3 3 8 0.3 50 3 2 )
SH260-R4-4-0.2-H 4 10 0.2 50 4 2 [
SH260-R4-4-0.3-H 4 10 0.3 50 4 2 )
SH260-R4-4-0.5-H 4 10 0.5 50 4 2 [
SH260-R4-4-1-H 4 10 1 50 4 2 )
SH260-R4-5-0.2-H 5 13 0.2 50 6 1 [
SH260-R4-5-0.5-H 5 13 0.5 50 6 1 e}
SH260-R4-6-0.2-H 6 15 0.2 50 6 2 [
SH260-R4-6-0.3-H 6 15 03 50 6 2 [
SH260-R4-6-0.5-H 6 15 0.5 50 6 2 [
SH260-R4-6-1-H 6 15 1 50 6 2 [
ot EEfFStock D NETol
oZEFrEAvailable upon Order <6 0
B -0.01
6<p<12 | o,
D>12 Sos
gfirunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
B, S Wt PHISSXEA/ DR PR P R
Caréon Steel Alloy Afloy Steel '—I'[:))ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
@) © ©) ) 0

Of&EA Most Suitable

HETHISE 5 p321

Cutting Parameters
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GESAC

Mould Industry

| &RE

SH260-R4-H w=

ATEfk

4 Flute, Corner Radius

nI — Fig1 = . ¥
Lc Ly L= =
L
Y
, ‘ e ’:1‘ TIICFSIN m N
=1 = L e
&N:
Lc IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L ) &8 Continue
s Es FEfE
Orderiﬁ:_; Code = = r L d Figure No. Stock
SH260-R4-8-0.2-H 8 20 0.2 60 8 2 )
SH260-R4-8-0.3-H 8 20 0.3 60 8 2 ()
SH260-R4-8-0.5-H 8 20 0.5 60 8 2 ()
SH260-R4-8-1-H 8 20 1 60 8 2 ()
SH260-R4-10-0.2-H 10 25 0.2 75 10 2 e}
SH260-R4-10-0.5-H 10 25 0.5 75 10 2 ()
SH260-R4-10-1-H 10 25 1 75 10 2 ®
SH260-R4-10-2-H 10 25 2 75 10 2 e}
SH260-R4-12-0.5-H 12 30 0.5 75 12 2 o
SH260-R4-12-1-H 12 30 1 75 12 2 ®
SH260-R4-12-2-H 12 30 2 75 12 2 o)
oiRAERE{FStock D AETol
oFEFREAvailable upon Order D<h 0
= -0.01
6<p<12 | oy
D>12 03
&1itunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
B, D ssin PHISSXEA/ DA i P PR
Carb(on Steel Z\Iloy Afloy Steel TFo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O © © © @)

OFRIES Most Suitable

HEETHISE 5 p321

Cutting Parameters

0 1&®& Suitable
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#E | Mould Industry

GESAC

SH260-RH4-H w=

AT ARk
4 Flute Corner Radius, with Long Shank Length

¥ - - @ﬁ Figt

Qe L

Lc #RICIHBEIES%EP102TT  See page 102 for guidelines to icons
L

155 ES EF

Ordering Code = = r L d Figure No. Stock
SH260-RH4-4-60-0.2-H 4 10 0.2 60 4 2 [
SH260-RH4-4-60-0.3-H 4 10 0.3 60 4 2 )
SH260-RH4-4-60-0.5-H 4 10 0.5 60 4 2 [
SH260-RH4-4-75-0.5-H 4 10 0.5 75 4 2 )
SH260-RH4-4-60-1-H 4 10 1 60 4 2 [
SH260-RH4-4-75-0.5-H-6 4 10 0.5 75 6 1 [
SH260-RH4-4-60-1-H-6 4 10 1 60 6 1 [
SH260-RH4-6-60-0.3-H 6 15 0.3 60 6 2 [
SH260-RH4-6-60-0.5-H 6 15 0.5 6 6 2 e}
SH260-RH4-6-75-0.5-H 6 15 0.5 75 6 2 [
SH260-RH4-6-100-0.5-H 6 15 0.5 100 6 2 [

oiEEEfFStock D AZTol

oFEFREAvailable upon Order <6 0

= -0.01

6<0<12 | oy

D>12 o3

Bfizunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
B, S P PHSERE I/ DA P P PR
Carl:gon Steel /)\Ion AI(on Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRO)
@) © © ©) e

Of&ER Most Suitable o J&& Suitable

HEMSH ¢ p3o1

Cutting Parameters




Mould Industry | 1&E

GESAC

SH260-RH4-H w=

AT AR
4 Flute Corner Radius, with Long Shank Length

"I B B @%’L Fig1 =$
o _ _ g(g Fig2 G]gﬂ

Le TNCIHBEESEP1025  See page 102 for guidelines to icons
L

Ordg%—ﬁg%Code = - r L d Figl%e% No. S%)??k
SH260-RH4-6-60-1-H 6 15 1 60 6 2 ()
SH260-RH4-6-75-1-H 6 15 1 75 6 2 )
SH260-RH4-8-75-0.3-H 8 20 0.3 75 8 2 o}
SH260-RH4-8-75-0.5-H 8 20 0.5 75 8 2 ()
SH260-RH4-8-100-0.5-H 8 20 0.5 100 8 2 [ )
SH260-RH4-8-75-1-H 8 20 1 75 8 2 [ )
SH260-RH4-10-100-0.5-H 10 25 0.5 100 10 2 o
SH260-RH4-10-100-1-H 10 25 1 100 10 2 [ )
SH260-RH4-12-100-0.5-H 12 30 0.5 100 12 2 [ J
SH260-RH4-12-100-1-H 12 30 1 100 12 2 [ J
SH260-RH4-12-120-1-H 12 30 1 120 12 2 e}

otREEEEfFStock AZETol

oFEFEAvailable upon Order <6 —801

6<p<12 | O,

D>12 o3

gfifunit (mm)

T4#4%} Workpiece Material

1234 5 6 1 2 34
=3 P pas
Vfﬁ"—'ﬁ%‘* ( 4BER@C$L|§]UF) PHS (/D ER/A BN R R
Carbon Steel,Alloy Alloy SteelTool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRQ) Steel(<48HRC) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
@) © © ©) e

OFIES Most Suitable

RISy p321

Cutting Parameters

O 1&& Suitable




#E | Mould Industry

GESAC

SH260-RN4-H w=

ATJINEASL
4 Flute Corner Radius, with Reduced Neck

Y <
o 4

éﬁ A
o Fig1
Lc

Bl - A Fig2

o2
o

(=R S

FRCIHBFIESEP102IT See page 102 for guidelines to icons

Lt

L

) 4@ Continue

Ordgri%%ICode = Le r d2 L1 L d F%Ee S%)Tc?k
SH260-RN4-1-3-0.1-H 1 2 0.1 0.96 3 50 4 1 (@)
SH260-RN4-1-6-0.1-H 1 2 0.1 0.96 6 50 4 1 ()
SH260-RN4-1.5-4.5-0.1-H 1.5 3 0.1 1.45 4.5 50 4 1 o
SH260-RN4-1.5-9-0.1-H 1.5 3 0.1 1.45 9 50 4 1 ()
SH260-RN4-2-6-0.2-H 2 4 0.2 1.92 6 50 4 1 O
SH260-RN4-2-12-0.2-H 2 4 0.2 1.92 12 50 4 1 ()
SH260-RN4-2-6-0.3-H 2 4 0.3 1.92 6 50 4 1 O
SH260-RN4-2-12-0.3-H 2 4 0.3 1.92 12 50 4 1 (@)
SH260-RN4-3-9-0.2-H-6 3 6 0.2 2.88 9 60 6 1 ®
SH260-RN4-3-18-0.2-H-6 3 6 0.2 2.88 18 60 6 1 ®
SH260-RN4-3-9-0.3-H-6 3 6 0.3 2.88 9 60 6 1 O
SH260-RN4-3-18-0.3-H-6 3 6 0.3 2.88 18 60 6 1 (@)
SH260-RN4-4-12-0.2-H-6 4 8 0.2 3.8 12 60 6 1 ()
SH260-RN4-4-12-0.3-H-6 4 8 0.3 3.8 12 60 6 1 (@)
SH260-RN4-4-12-0.5-H-6 4 8 0.5 3.8 12 60 6 1 )
SH260-RN4-4-24-0.5-H-6 4 8 0.5 3.8 24 75 6 1 ()

;%;%gﬁzti%ﬁe upon Order . /AO;ETOI
D=6 -0.01
6<D<12 0
D>12 03

&fitunit (mm)

T{4#1%} Workpiece Material

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

1234 5 6 1 2 34
L A Pas
KR P o, PHISHREE(/ DA PR P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O © © © O

OFIES Most Suitable

HETHISE 5 p321

Cutting Parameters
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Mould Industry | #&E
SH260-RN4-H u=x
ATEEIBSL
4 Flute Corner Radius, with Reduced Neck

1 —
31 - S E’f Fig1 — -

d2

(R LU

& - sl Fig2
L - Le ’ FRSIRBFIESEP1025  See page 102 for guidelines to icons
£ ) 5 Continue
Ordgri%z;%Ode = = r d2 L1 L d F;e S%)??k
SH260-RN4-6-18-0.2-H 6 12 0.2 5.8 18 75 6 2 O
SH260-RN4-6-24-0.2-H 6 12 0.2 5.8 24 75 6 2 O
SH260-RN4-6-18-0.5-H 6 12 0.5 5.8 18 75 6 2 [ )
SH260-RN4-6-24-0.5-H 6 12 0.5 5.8 24 75 6 2 [ )
SH260-RN4-8-24-0.2-H 8 16 0.2 7.8 24 75 8 2 O
SH260-RN4-8-32-0.2-H 8 16 0.2 7.8 32 75 8 2 O
SH260-RN4-8-24-0.5-H 8 16 0.5 7.8 24 75 8 2 [ )
SH260-RN4-8-32-0.5-H 8 16 0.5 7.8 32 75 8 2 [ )
SH260-RN4-10-30-0.5-H 10 20 0.5 9.8 30 100 10 2 [ )
SH260-RN4-10-40-0.5-H 10 20 0.5 9.8 40 100 10 2 [ )
SH260-RN4-10-30-1-H 10 20 1 9.8 30 100 10 2 [ )
SH260-RN4-10-40-1-H 10 20 1 9.8 40 100 10 2 [ )
SH260-RN4-12-36-0.5-H 12 24 0.5 11.8 36 100 12 2 [ )
SH260-RN4-12-48-0.5-H 12 24 0.5 11.8 48 100 12 2 [ )
SH260-RN4-12-36-1-H 12 24 1 11.8 36 100 12 2 [ )
SH260-RN4-12-48-1-H 12 24 1 11.8 48 100 12 2 [ )
:%%gﬁzﬁfle upon Order <6 ﬁoﬁml
S -0.01
6<p<12 | 9,
p>12 Bos
Ffunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
B, S R PH Sk 3A/ DR/ S S SR
Carb(;nggtljeza\lloy Afﬁ)%/HSigléf,TFoLI PH, Ferrite, Martensite Steel Hard?ned Steel Hard(fned Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (< 35HRQ) (45-55HRCQ) (55-60HRC) (> 60HRC)
@) © ©) © o)

OFIES Most Suitable

HEETHISE 5 p321

Cutting Parameters

O J&& Suitable
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#E | Mould Industry

GESAC

SH260-B2-H o

27JBkk

2 Flute, Ballnose

]

Q. -

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

s Es FEfz
Orderiﬁ\g Code = . = L d Figure No. Stock
SH260-B2-1-1.5-H 1 0.5 1.5 50 4 1 [ ]
SH260-B2-1.5-2.5-H 1.5 0.75 2.5 50 4 1 ()
SH260-B2-2-3-H 2 1 3 50 4 1 [ )
SH260-B2-3-4.5-H 3 1.5 45 50 4 1 ()
SH260-B2-3-4.5-H-3 3 1.5 4.5 50 3 2 ()
SH260-B2-3-4.5-H-6 3 1.5 4.5 50 6 1 ()
SH260-B2-4-6-H 4 2 6 50 4 2 [ )
SH260-B2-4-6-H-6 4 2 6 50 6 1 ()
SH260-B2-5-7.5-H 5 2.5 7.5 50 6 1 o
SH260-B2-6-9-H 6 3 9 50 6 2 ()
SH260-B2-8-12-H 8 4 12 60 8 2 (]
SH260-B2-10-15-H 10 5 15 75 10 2 °
SH260-B2-12-18-H 12 6 18 75 12 2 [ ]
SH260-B2-16-24-H 16 8 24 100 16 2 (e}
oMEEETF Stock N

oFETAE Available upon Order R AETol

R<3 +0.005

R>3 +0.008

Bf7unit (mm)
T{4#1% Workpiece Material
1234 5 6 1 2 34
B Se W PHSEERI/SEAN P P P
Carkgon Steel ;‘Iloy Afloy Steel 'I—Fo)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRO) Stec(<43LIRO) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
© © © © O

Of&EA Most Suitable

HEETHISE 5 p322

Cutting Parameters
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GESAC

Mould Industry

| &RE

SH260-BH2-H ==

2T ARERL
2 Flute Ballnose, with Long Shank Length

]

.
@{ Fig?

L

@

=EED)

—— .

LL_ TRCIHBEESEP1025 See page 102 for guidelines to icons
L
Ordgg%;%code = . £ L d Fige%No. S%)Z_c?—k

SH260-BH2-2-60-H 2 1 3 60 4 1 [ )
SH260-BH2-2-60-H-6 2 1 3 60 6 1 [
SH260-BH2-3-60-H 3 1.5 4.5 60 4 1 )
SH260-BH2-3-60-H-6 3 1.5 4.5 60 6 1 [ )
SH260-BH2-3-75-H-6 3 1.5 4.5 75 6 1 [
SH260-BH2-4-60-H 4 2 6 60 4 2 [ )
SH260-BH2-4-75-H 4 2 6 75 4 2 [
SH260-BH2-4-60-H-6 4 2 6 60 6 1 [ )
SH260-BH2-4-75-H-6 4 2 6 75 6 1 [
SH260-BH2-5-60-H 5 2.5 7.5 60 6 1 ®
SH260-BH2-6-60-H 6 3 9 60 6 2 [ )
SH260-BH2-6-75-H 6 3 9 75 6 2 [
SH260-BH2-6-100-H 6 3 9 100 6 2 [ )
SH260-BH2-8-75-H 8 4 12 75 8 2 [ J
SH260-BH2-8-100-H 8 4 12 100 8 2 [ )
SH260-BH2-10-100-H 10 5 15 100 10 2 [
SH260-BH2-12-100-H 12 6 18 100 12 2 [

;g;jggﬁvitﬂoaclfle upon Order i ATl

R<3 +0.005

R>3 +0.008

g fiunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
. aan frEdd PHISSk2e/K/ SEGHAH P P N
Carkgc:n3§tllrél(,:illoy AfI‘ti/HSFigl:I:'—rz)cal PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRC)
© © © ® o

OFIES Most Suitable

HEETHISE 5 p32D

Cutting Parameters

O J&& Suitable
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¥E | Mould Industry GESAC

SH260-BN2-H =

LU S S
2 Flute Ballnose, with Reduced Neck

o _——

o ﬂ:i
o = Fig2 [2] [ v n

FRCIBEESEP102IT  See page 102 for guidelines to icons

d2

L ) 80 Continue
- = EE

Ordggﬁcgf;%ode D B ke o2 ki L 4 Fﬁge S{ﬁfk
SH260-BN2-1-3-H 1 0.5 1 0.96 3 50 4 1 o
SH260-BN2-1-6-H 1 0.5 1 0.96 6 50 4 1 [}
SH260-BN2-1.5-5-H 1.5 0.75 1.5 1.45 5 50 4 1 o
SH260-BN2-1.5-9-H 1.5 0.75 1.5 1.45 9 50 4 1 [ J
SH260-BN2-2-6-H 2 1 2 1.95 6 50 4 1 o
SH260-BN2-2-12-H 2 1 2 1.95 12 50 4 1 [ J
SH260-BN2-3-9-H 3 15 3 29 9 50 4 1 [
SH260-BN2-3-18-H 3 15 3 2.9 18 50 4 1 [ J
SH260-BN2-3-18-H-6 3 1.5 3 2.9 18 50 6 1 o

;ﬁ%;%gﬁviti%c;e upon Order R e=lo

R<3 +0.005

R>3 +0.008

Bf\7unit (mm)

T14#4%} Workpiece Material

1234 5 6 1 2 34
R =3 - o o
B rn P PHSEERI/SEAN P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRO)
© © © © O

Of&ER Most Suitable o J&& Suitable

HEHTHISE s p32)

Cutting Parameters




GESAC Mould Industry | &8

SH260-BN2-H =

LU S S
2 Flute Ballnose, with Reduced Neck

N R

3 | G

<,
: o O] -

L IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

L1

d2

L ) %28 Continue

Orderi Eode D R Lc d2 L1 L d F§e i

SH260-BN2-4-12-H 4 2 4 3.9 12 50 4 2 o
SH260-BN2-4-24-H 4 2 4 39 | 2 60 4 2

SH260-BN2-4-24-H-6 4 2 4 39 | 2 60 6 1 o
SH260-BN2-5-15-H 5 25 5 49 15 60 6 1 o
SH260-BN2-5-30-H 5 25 5 49 30 75 6 1 o
SH260-BN2-6-18-H 6 3 6 5.9 18 75 6 2 o
SH260-BN2-8-24-H 8 4 8 79 | 24 75 8 2 o
SH260-BN2-10-30-H 10 5 10 | 99 30 | 100 | 10 2 o
SH260-BN2-12-36-H 12 6 12 | 119 | 36 | 100 | 12 2 o

:ﬁ%\;%gziv?igck;e upon Order J AETol

R<3 +0.005

R>3 +0.008

Bfiunit (mm)

T4 Workpiece Material

1234 5 6 1 2 34
Py
B P PHIS B/ SRR P o P
Carbon Steel Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 I-iRC) Steel(s48|-'|RC) (< 35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
© © © © o)

OfRIER Most Suitable  © &S Suitable

IS w p322

Cutting Parameters




#E | Mould Industry

GESAC

SH300-S2-H

271k

2 Flute, Standard Length

BI -

ey
==

=l UL

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

Fig2
LL—CJ FRCIRBEIEES%EP1025T See page 102 for guidelines to icons
L
TS Le . =8 7
Ordering Code Figure No. Stock

SH300-S2-01003-H 1 2.5 50 4 1 o
SH300-S2-01504-H 1.5 3.75 50 4 1 0]
SH300-S2-02005-H 2 5 50 4 1 o
SH300-S2-03008-H 3 7.5 50 4 1 o
SH300-S2-63008-H 3 7.5 50 6 1 o
SH300-S2-04010-H 4 10 50 4 2 o
SH300-S2-64010-H 4 10 50 6 1 o
SH300-S2-05013-H 5 12.5 50 6 1 O
SH300-S2-06015-H 6 15 50 6 2 [
SH300-S2-08020-H 8 20 60 8 2 o
SH300-S2-08020E-H 8 20 75 8 2 o
SH300-S2-10025-H 10 25 75 10 2 (@]
SH300-S2-12030-H 12 30 75 12 2 e)

ot EEETE Stock AETol

oFEFlAE Available upon Order 0
D<12 2001
b>12 Bois
BAfizunit (mm)
T{4#4%} Workpiece Material
1234 5 6 1 2 34

B Se . PHSEER(/ BE/A R P P

Carkfon Steel Zklloy Afloy Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel

Steel(<35 HRO) Stol(<48HRQ) (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
@) @) © ©

Of&EA Most Suitable

HEETHISE 5 p323

Cutting Parameters
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GESAC Mould Industry | t&E
2THEFL
2 Flute, with Reduced Neck
tli - Et Fig1 ——
Lc
L1
L
N ' ! 2 I TIAICFSIN E !M. E
751 — = ﬁ‘c{ Fig2 s m
B Lc IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L1
L
iJRE Es EF
Orderi@ Code D Lc d2 L1 L d Figure No.| Stock
SH300-SN2-01003-H 1 1.5 0.95 3 50 4 1 e}
SH300-SN2-01006-H 1 1.5 0.95 6 50 4 1 e}
SH300-SN2-01505-H 1.5 2.25 1.45 4.5 50 4 1 e}
SH300-SN2-01509-H 1.5 2.25 1.45 9 50 4 1 e}
SH300-SN2-02006-H 2 3 1.95 6 50 4 1 e}
SH300-SN2-02012-H 2 3 1.95 12 60 4 1 (e}
SH300-SN2-63009-H 3 4.5 29 9 60 6 1 o
SH300-SN2-63018-H 3 4.5 29 18 60 6 1 o
SH300-SN2-64012-H 4 6 39 12 60 6 1 o
SH300-SN2-64024-H 4 6 39 24 75 6 1 0]
SH300-SN2-05015-H 5 7.5 49 15 60 6 1 o
SH300-SN2-05030-H 5 7.5 49 30 75 6 1 0]
SH300-SN2-06018-H 6 9 5.9 18 75 6 2 e)
SH300-SN2-06036-H 6 9 5.9 36 90 6 2 o
oIREEETF Stock NETol
oFETARE Available upon Order 0
D<12 001
p>12 ot
Bfifunit (mm)
T {4#4%} Workpiece Material
1234 5 6 1 2 34
N, e =xa] % 2z &
< PHS R/ S ERIAN RHEEN TERTSEER) RIS
Carb(o<n3§':jezlcz\llo AfI‘t)SHSi(e::)I\TFo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) g Steeyl(s48l-’|RC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRO)
@) O © ©

OFIES Most Suitable

IS 5 p323

Cutting Parameters

O J&& Suitable

199

s|liwpu3 apiqJed pljoS ISFHHPIDHE DG &



#E | Mould Industry

GESAC

SH300-S54-H

ATETIEL
4 Flute, Stub Length

i E— C

=i
=Rl L L

FRCIBEESEP102IT  See page 102 for guidelines to icons

Ordg%%code B Lc L d Figl%e% No. S}tgo?c?k
SH300-SS4-31002-H 1 2 50 3 1 o)
SH300-SS4-01002-H 1 2 50 4 1 o)
SH300-SS4-61002-H 1 2 50 6 1 o)
SH300-SS4-31503-H 1.5 3 50 3 1 o)
SH300-SS4-01503-H 1.5 3 50 4 1 o)
SH300-SS4-61503-H 1.5 3 50 6 1 o)
SH300-SS4-33004-H 2 4 50 3 1 o
SH300-SS4-03004-H 2 4 50 4 1 o)
SH300-SS4-63004-H 2 4 50 6 1 o)
SH300-SS4-33006-H 3 6 50 3 2 o
SH300-SS4-03006-H 3 6 50 4 1 o)

otREEEETEStock D AETol
oFEFlixEAvailable upon Order b<s —8.01
10<0<12 | Quis
p>12 S0

gfizunit (mm)

T{4#1%} Workpiece Material

1234 5 6 1 2 34
= Py Pas
B P . PH SR/ DR e i i
Carbon Steel,Alloy Alloy SteelTool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-35HRO) (55-60HRQ) (> 60HRO
O O © ©

Of&EA Most Suitable

HEETHISH 5 p323

Cutting Parameters

O J&& Suitable




GESAC Mould Industry | &8

SH300-S54-H

ATk
4 Flute, Stub Length

e
L
=y = = L
Le RTIHBBESEP1025  See page 102 for guidelines to icons
L ) 81 Continue
Ordgg;?gl;%lcode 2 Le L d Fig;:‘l=l5 No. S%)Tc?k
SH300-SS4-63006-H 3 6 50 6 1 O
SH300-SS4-04008-H 4 8 50 4 2 (@)
SH300-SS4-64008-H 4 8 50 6 1 (@)
SH300-SS4-05010-H 5 10 50 6 1 (@)
SH300-SS4-06012-H 6 12 50 6 2 (@)
SH300-SS4-08012E-H 8 12 75 8 2 (@)
SH300-SS4-08016-H 8 16 60 8 2 (@)
SH300-SS4-10020-H 10 20 75 10 2 (@)
SH300-SS4-12024-H 12 24 75 12 2 @)
SH300-SS4-14028-H 14 28 100 14 2 @)
SH300-SS4-16032-H 16 32 100 16 2 @)
;%%gﬁsétﬁfle upon Order DZS /L\\O%TOI
< -0.01
10<p<12 | Q15
D>12 S0

Bizunit (mm)

T 1444t Workpiece Material

1234 5 o ] 5 o
& PN
OISR, BT PHSHEZEH/ S (AT PR PRI R
Carbon Steel, Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
© o © ®

OfRIER Most Suitable  © &S Suitable

IS w p323

Cutting Parameters




#E | Mould Industry

GESAC

SH300-54-H

ATIFk
4 Flute, Standard Length

751 - @‘%‘( Fig?

———=hNl
=] UL

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

RS ES EF
Ordering Code B Le L d Figure No. Stock
SH300-S4-31004-H 1 35 50 3 1 o
SH300-S4-01004-H 1 35 50 4 1 [}
SH300-S4-61004-H 1 35 50 6 1 o
SH300-S4-31505-H 1.5 5 50 3 1 o
SH300-S4-01505-H 1.5 5 50 4 1 [ J
SH300-S4-61505-H 1.5 5 50 6 1 o
SH300-S4-32007-H 2 7 50 3 1 ()
SH300-S4-02007-H 2 7 50 4 1 )
SH300-5S4-62007-H 2 7 50 6 1 e)
SH300-S4-33010-H 8 10 50 3 2 )
SH300-S4-03010-H 3 10 50 4 1 [
SH300-S4-63010-H 3 10 50 6 1 O
SH300-54-04012-H 4 12 50 4 2 [
etEEREAFStock D AZTol
oFEFhEAvailable upon Order 0
D<8 -0.01
10<0<12 | Q15
p>12 S0
Bizunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
BN, aEil =g & % 2z
< PHES#ZRA/ S ERARR FBESN RREEN TRHEEN
Carb(c:nagt}:z zlczklloy AEIA:JE;HS'ig:I{'I—Fo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 I-iRC) Steel(s48FIiRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O O © ©

Of&EA Most Suitable

HEETHISE 5 p323

Cutting Parameters

202

O J1&& Suitable



Mould Industry | 1&E

GESAC

SH300-54-H

ATIFk
4 Flute, Standard Length

EI -

=
=] UL

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) 48 Continue

TS b Le 1 . ES i
Ordering Code Figure No. Stock

SH300-54-64012-H 4 12 50 6 1 e}
SH300-S4-05015-H 5 15 50 6 1 [
SH300-S4-06015-H 6 15 50 6 2 [
SH300-S4-08020-H 8 20 60 8 2 [
SH300-S4-08020E-H 8 20 75 8 2 [
SH300-S4-10025-H 10 25 75 10 2 )
SH300-S4-10025E-H 10 25 90 10 2 )
SH300-S4-12030-H 12 30 75 12 2 )
SH300-S4-12030E-H 12 30 90 12 2 e}
SH300-S4-14035-H 14 35 100 14 2 o
SH300-S4-16040-H 16 40 100 16 2 e}
SH300-S4-18040-H 18 40 100 18 2 O
SH300-S4-20045-H 20 45 100 20 2 e}

etEEEAFStock D AZETol

oFEFhEAvailable upon Order 0
D<8 -0.01
10<0<12 | Q15
p>12 S0
gB{ifunit (mm)
T14#4#%+ Workpiece Material
1234 5 6 1 2 34
N, a2 asil % 2z &

< PH Sk B BN RHEEN TRHEEN FBESN

Cark:(;;n3§tljezlcz\lloy AfI‘ti/HSiS:I\TFo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel

Steel(<35 I-iRC) Steel(s48HRC) (< 35HRCQ) (45-55HRCQ) (55-60HRC) (> 60HRC)
O O © ©

OFIES Most Suitable

IS 5 p323

Cutting Parameters

O J&& Suitable

203
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#E | Mould Industry

GESAC

SH300-SH4-H

ATHRIRR K
4 Flute, with Long Shank Length

ﬁ

—a s

3 - P==sq =
Lc
L
| E—— E e UL
Lc FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
- ) 4281 Continue
RS ES EF
Ordering Code B Le L d Figure No. Stock
SH300-SH4-31004-H 1 35 60 3 1 o
SH300-SH4-01004-H 1 3.5 60 4 1 [}
SH300-SH4-61004-H 1 35 60 6 1 o
SH300-SH4-31505-H 1.5 5 60 3 1 o
SH300-SH4-01505-H 1.5 5 60 4 1 [ J
SH300-SH4-61505-H 1.5 5 60 6 1 0]
SH300-SH4-32007-H 2 7 60 3 1 e)
SH300-SH4-02007-H 2 7 60 4 1 o
SH300-SH4-62007-H 2 7 60 6 1 e)
SH300-SH4-33010-H 8 10 60 3 2 O
SH300-SH4-03010-H 3 10 60 4 1 o
SH300-SH4-63010-H 3 10 60 6 1 O
oiRAERE{FStock D AETol
oFEFhiEAvailable upon Order < 0
D=8 -0.01
10<p<12 | S5
D>12 0
&1itunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
iR, AEiN Aem & o o
. PHE#RER A/ SRR FBESN TRTEEEN TERTEEER)
Carb(c:nagt}:z zlczklloy AEIA:JE;HS'ig:I{'I—Fo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRO)
O O © ©

Of&EA Most Suitable

HEETHISE 5 p323

Cutting Parameters

204

O J1&& Suitable



GESAC

Mould

Industry | #E

SH300-SH4-H

ATRITF

4 Flute, with Long Shank Length

=

—aaa

nI - Fig1
=
‘ @A [rca 257 L
— ==y ~ (= L L
Le ﬁiai%aﬂiéé%lvtﬁ‘see page 1?:rguidennes to icons
) 27 Continue
Ordgﬂﬁiode B Le L d Fige% No. S%Tc?k
SH300-SH4-04012-H 4 12 60 4 2
SH300-SH4-64012-H 4 12 60 6 1 O
SH300-SH4-05015-H 5 15 60 6 1 @)
SH300-SH4-06015-H 6 15 60 6 2 @)
SH300-SH4-06015E-H 6 15 75 6 2 [ ]
SH300-SH4-08020E-H 8 20 100 8 2 ()
SH300-SH4-10025-H 10 25 100 10 2 ()
SH300-SH4-12030-H 12 30 100 12 2 °
SH300-SH4-14035-H 14 35 120 14 2 e}
SH300-SH4-16040-H 16 40 120 16 2 e}
SH300-SH4-18040-H 18 40 150 18 2 )
SH300-SH4-20045-H 20 45 150 20 2 )
:%%%gﬁlsati&cgle upon Order Dzs ’A‘OETOI
s -0.01
10<D<12 | J¢15
p>12 o
fizunit (mm)
T {4#4%} Workpiece Material
1234 5 6 1 2 34
%N, &% AN N . .
Steel(<35 HRC) Steel(<48HRC)
@) e) Q) )

OFIES Most Suitable

IS 5 p323

Cutting Parameters

O J&& Suitable
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#E | Mould Industry

GESAC

SH300-SL4-H

ATETIFL
4 Flute, Long Flute Length

. - @5& Figt

(= L

FRCIBEESEP102IT  See page 102 for guidelines to icons

Ordg?nfgl;%ode b Le L d FigLiE]re% No. S%?c?k
SH300-SL4-01004-H 1 4 60 4 1 o]
SH300-SL4-01006-H 1 6 60 4 1 [
SH300-SL4-61004-H 1 4 60 6 1 o
SH300-SL4-01508-H 1.5 8 60 4 1 [
SH300-SL4-61508-H 1.5 8 60 6 1 o
SH300-SL4-02008-H 2 8 60 4 1 o)
SH300-SL4-62008-H 2 8 60 6 1 o
SH300-SL4-03012-H 3 12 60 4 1 o)
SH300-SL4-63012-H 3 12 60 6 1 o]
SH300-SL4-04016-H 4 16 60 4 2 o)
SH300-SL4-64016-H 4 16 60 6 1 o]

otREEETEStock D AETol
oFEFREAvailable upon Order b<s —8.01
10<0<12 | Q15
p>12 S0

gqizunit (mm)

T{4#1%} Workpiece Material

1234 5 6 1 2 34
= Py Pas
B P . PH SR/ DR e i i
Carbon Steel,Alloy Alloy SteelTool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-35HRO) (55-60HRQ) (> 60HRO
O O © ©

Of&EA Most Suitable

HEETHISH 5 p323

Cutting Parameters

O J1&& Suitable




GESAC Mould Industry | &8

SH300-SL4-H

ATRTIFK
4 Flute, Long Flute Length

. - @ﬁ Fig?

B
L

=y = =R L

Le RCHBBIESEP102:  See page 102 for guidelines to icons

] ) &85 Continue

Ordgﬁﬁ%lcode B Le L d Fig:el=l5 No. S%)Tc?k
SH300-SL4-05020-H 5 20 60 6 1 0)
SH300-SL4-06020-H 6 20 60 6 2 O
SH300-SL4-06025E-H 6 25 75 6 2 O
SH300-SL4-08025-H 8 25 75 8 2 O
SH300-SL4-08030-H 8 30 75 8 2 O
SH300-SL4-10040-H 10 40 100 10 2 [
SH300-SL4-12040-H 12 40 100 12 2 O
SH300-SL4-14545-H 14 45 120 14 2 o
SH300-SL4-16055-H 16 55 120 16 2 e}
SH300-SL4-20060-H 20 60 120 20 2 o
;%%gﬁ?iﬁle upon Order DZS /L\\O%TOI
S -0.01
10<D<12 | ¢35
D>12 o2

Bzunit (mm)

T 1444t Workpiece Material

1234 5 o ] 5 o
& PN
OISR, BT PHSHEZEH/ S (AT PR PRI R
Carbon Steel, Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
© o © ®

OfRIER Most Suitable  © &S Suitable

IS w p323

Cutting Parameters




#E | Mould Industry

GESAC

SH300-SN4-H

ATHRIRT
4 Flute, with Reduced Neck

j Figl
Lc,

v[ - E Fig2

L

e ] S L

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

de

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

Ordggﬁj%ode = £ d2 L1 L d Fig:sNo. S%)Tc?k
SH300-SN4-31004-H 1 2 0.96 4 50 3 1 o
SH300-SN4-01004-H 1 2 0.96 4 50 4 1 o
SH300-SN4-61004-H 1 2 0.96 4 50 6 1 le)
SH300-SN4-31004E-H 1 2 0.96 4 60 3 1 o
SH300-SN4-01004E-H 1 2 0.96 4 60 4 1 °
SH300-SN4-61004E-H 1 2 0.96 4 60 6 1 ®
SH300-SN4-31506-H 1.5 3 1.45 6 50 3 1 o
SH300-SN4-01506-H 1.5 3 1.45 6 50 4 1 o)
SH300-SN4-61506-H 1.5 3 1.45 6 50 6 1 o
SH300-SN4-31506E-H 1.5 3 1.45 6 60 3 1 @)
SH300-SN4-01506E-H 1.5 3 1.45 6 60 4 1 o
SH300-SN4-61508E-H 1.5 3 1.45 8 60 4 1 O
SH300-SN4-61506E-H 1.5 3 1.45 6 60 6 1 °
SH300-SN4-32008-H 2 4 1.9 8 50 3 1 o
SH300-SN4-02008-H 2 4 1.9 8 50 4 1 @)
SH300-SN4-62008-H 2 4 1.9 8 50 6 1 o

;%%gﬁ?i%e upon Order - /AO%TOI
D<8 001
10<D<12 So1s
b>12 S0
&fitunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
KR P PHISHREE(/ DR/ P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferr|t(e<, g/lsal_:;eg)ﬁ'te Steel H?Z(;?gsegs(t:?el H?gcé?gggsgzel Ha(rci(eerz)e'jRSct)eel
Steel(<35 HRC) Steel(<48HRC)
O O © ©

Of&EA Most Suitable

HEETHISE 5 p323

Cutting Parameters

208

O J1&& Suitable



GESAC

Mould Industry

| &RE

SH300-SN4-H

ATHRIRT Sk
4 Flute, with Reduced Neck

e

j Fig1

o2

E[ Fig2

L

=l UL

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) 48 Continue

Ordgg:%%ode L = d2 L1 L d Fig?_No. S)tgo?c?k
SH300-SN4-32008E-H 2 4 1.9 8 60 3 1 )
SH300-SN4-02008E-H 2 4 1.9 8 60 4 1 (]
SH300-SN4-62008E-H 2 4 1.9 8 60 6 1 (]
SH300-SN4-33012-H 3 6 29 12 50 3 2 )
SH300-SN4-03012-H 3 6 2.9 12 50 4 1 )
SH300-SN4-63012-H 3 6 2.9 12 50 6 1 )
SH300-SN4-33012E-H 3 6 2.9 12 60 3 2 )
SH300-SN4-03012E-H 3 6 29 12 60 4 1 o)
SH300-SN4-63009E-H 3 6 29 9 60 6 1 °
SH300-SN4-63012E-H 3 6 2.9 12 60 6 1 (]
SH300-SN4-64012E-H 4 8 39 12 60 6 1 °
SH300-SN4-04016-H 4 8 39 16 50 4 2 )
SH300-SN4-64016-H 4 8 39 16 50 6 1 )
SH300-SN4-04016E-H 4 8 39 16 60 4 2 )
SH300-SN4-64016E-H 4 8 39 16 60 6 1 (]
SH300-SN4-05020-H 5 10 5.9 20 50 6 1 )

:g%%gﬁz%cée upon Order - /A\O§ 1o
b<8 -0.01
10<D<12 Sois
D>12 S
&fiunit (mm)
T14#4% Workpiece Material
1234 5 6 1 2 34
KR P PHSSRZE/ DA P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrlt(e<, la\/llsal_:gecr;sne Steel H?nge_z;\;zg ngeel H?;c;e_zgggggel Ha{g%rz)eljiRSCt)eel
Steel(<35 HRC) Steel(<48HRC)
(@) @) © ©

OFIES Most Suitable

IS 5 p323

Cutting Parameters

O J&& Suitable

209
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#E | Mould Industry

GESAC

SH300-SN4-H

ATHRERTK
4 Flute, with Reduced Neck

j Figl
Lc,

v[ - E Fig2

(=R L

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

de

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

L ) 48 Continue

Ordggi—%;%lCode = Le d2 L1 L d Figl%e%NOA S%)?c?k
SH300-SN4-05020E-H 5 10 59 20 60 6 1 O
SH300-SN4-05020F-H 5 10 5.9 20 75 6 1 O
SH300-SN4-06018E-H 6 12 5.9 18 60 6 2 [ )
SH300-SN4-06024-H 6 12 5.9 24 75 6 2 O
SH300-SN4-06024E-H 6 12 5.9 24 90 6 2 o)
SH300-SN4-06024F-H 6 12 5.9 24 100 6 2 O
SH300-SN4-08024-H 8 16 7.9 24 75 8 2 [
SH300-SN4-08032-H 8 16 7.9 32 75 8 2 o}
SH300-SN4-08032E-H 8 16 7.9 32 100 8 2 O
SH300-SN4-10040-H 10 20 9.9 40 100 10 2 ()
SH300-SN4-10040E-H 10 20 9.9 40 120 10 2 O
SH300-SN4-12048-H 12 24 11.9 48 100 12 2 ()
SH300-SN4-12048E-H 12 24 11.9 48 120 12 2 e}
SH300-SN4-14056-H 14 28 13.9 56 120 14 2 O
SH300-SN4-16064-H 16 32 15.9 64 120 16 2 o}
SH300-SN4-20080-H 20 40 19.9 80 120 20 2 O

oiRAEREFStock D AETol

oFEFiEAvailable upon Order b<g -8.01
10<D<12 Sois
b>12 o2
fiunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
KR P PHISSRZE/ DAY P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferr|t(e<, g/lsal_:;eg)ﬁ'te Steel H?Z(;?gsegs(t:?el H?gcé?gggsgzel Ha(rci(eerz)e'jRSct)eel
Steel(<35 HRC) Steel(<48HRC)
@] @) © ©

Of&EA Most Suitable

HEETHISE 5 p323

Cutting Parameters

210

O J1&& Suitable



GESAC | &R

Mould Industry

SH300-S6-H

670L7]
6 Flute, Standard Length

nl -

(=R L

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ordéri%%ode = £ L d Fige% No. S%)T&j;k
SH300-S6-06015-H 6 15 50 6 1 [ ]
SH300-S6-08020-H 8 20 60 8 1 o
SH300-S6-08020E-H 8 20 75 8 1 @)
SH300-S6-10025-H 10 25 75 10 1 o
SH300-S6-12030-H 12 30 75 12 1 0)
SH300-S6-14035-H 14 35 100 14 1 o)
SH300-S6-16040-H 16 40 100 16 1 ¢
SH300-S6-18040-H 18 40 100 18 1 0)
SH300-S6-20045-H 20 45 100 20 1 @)

ohRAEEETFStock D AZETol
oFEFhEAvailable upon Order <12 _8(015
D>12 020

Bf7unit (mm)

T 4#4%} Workpiece Material

1234 5 6 1 2 34
pas
B P PHISSXELA/ DA PR PR P
Carbon Steel All Alloy Steel. Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon Steel,Alloy Oy Steel, 100 (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRC) Steel(<48HRC)
O O © ©

OFRIER Most Suitable

HEEIHISS w p324

Cutting Parameters

O J&& Suitable




#®E | Mould Industry

GESAC

SH300-SH6-H

67]<HRFLT]
6 Flute, with Long Shank Length

nl -

S~

Fig1
Lc
Aot L L
RBHIEEEEPI1020T See page 102 for guidelines to icons
Ordéri%;%(:ode = = L d Fig;:l5 No. S%)??k
SH300-SH6-06015-H 6 15 60 6 1 O
SH300-SH6-06015E-H 6 20 75 6 1 @)
SH300-SH6-08020-H 8 20 90 8 1 e)
SH300-SH6-10025-H 10 25 100 10 1 o
SH300-SH6-12030-H 12 30 100 12 1 [}
SH300-SH6-14035-H 14 35 120 14 1 fe)
SH300-SH6-16040-H 16 40 120 16 1 o
SH300-SH6-18040-H 18 40 120 18 1 (@)
SH300-SH6-20045-H 20 45 120 20 1 O
;g;%gﬁzﬁ%ctﬁe upon Order AETol
b<12 o1s
D>12 G20

T4#4%} Workpiece Material

Bfifunit (mm)

1234 5 6 1 2 34
B = = . . s
KR P . PHISSRZE// DAY R i P
Carbon Steel All Alloy Steel Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon Steel,Alloy Oy Steel, 100 (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRC) Steel(<48HRC)
o) o) © ©

O &R Most Suitable

HEHTHISE s p324

Cutting Parameters

O J&& Suitable




Mould Industry | 1#EE

GESAC

SH300-SL6-H

67K 71¥L7]
6 Flute, Long Flute Length

1 - S EE SRS
Lc
L
‘ o
Ay e Lk
hS Helix
IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
iRs i EF
Ordering Code o = L d Figure No. Stock
SH300-SL6-06025-H 6 25 75 6 1 O
SH300-SL6-08035-H 8 35 100 8 1 o
SH300-SL6-10045-H 10 45 100 10 1 o
SH300-SL6-12055-H 12 55 100 12 1 @)
SH300-SL6-14055-H 14 55 120 14 1 ¢)
SH300-SL6-16065-H 16 65 120 16 1 O
SH300-SL6-20075-H 20 75 150 20 1 o
o REEEETEStock N
o%%ﬁEAvailable upon Order D AZTol
bs12 os
D>12 o2

Bfizunit (mm)

T 4#4%} Workpiece Material

1234 5 6 1 2 34
pas
B P PHISSXELA/ DA PR PR P
Carbon Steel All Alloy Steel. Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon Steel,Alloy Oy Steel, 100 (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRC) Steel(<48HRC)
O O © ©

OFRIER Most Suitable

HEEIHISS w p324

Cutting Parameters

O J&& Suitable




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

¥E | Mould Industry GESAC

SH300-R2-H

27][Efk

2 Flute, Corner Radius

k9
el ——
Lc -
L
Ly
) N TIAICISiN q .
= = c
Lc FRCIHBFIESEP102IT See page 102 for guidelines to icons
L
s Es FEfE
Orderiﬁ\g Code = = r L d Figure No. Stock
SH300-R2-01001-H 1 2.5 0.1 50 4 1 (@)
SH300-R2-01002-H 1 2.5 0.2 50 4 1 0]
SH300-R2-02001-H 2 5 0.1 50 4 1 o)
SH300-R2-02002-H 2 5 0.2 50 4 1 @)
SH300-R2-02003-H 2 5 0.3 50 4 1 O
SH300-R2-63002-H 3 7.5 0.2 50 6 1 (0]
SH300-R2-63003-H 3 7.5 0.3 50 6 1 @)
SH300-R2-63005-H 3 7.5 0.5 50 6 1 0]
SH300-R2-04003-H 4 10 0.3 50 4 2 O
SH300-R2-04005-H 4 10 0.5 50 4 2 (0]
SH300-R2-64005-H 4 10 0.5 50 6 1 O
SH300-R2-04010-H 4 10 1 50 4 2 (@)
SH300-R2-64010-H 4 10 1 50 6 1 O
SH300-R2-05005-H 5 12.5 0.5 50 6 1 (@)
oimAEEETEStock N
oEHizEAvailable upon Order D AZTol
D<8 y
-0.01
10<0<12 | o5
Bffunit (mm)
T {415} Workpiece Material
1234 5 6 1 2 34
B, S S PHISSRZE// DAY P P P
Carl:fon Steel zl‘lloy Afloy Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
o) o) © ©
OF&ESR Most Suitable o 1&& Suitable

HEETHISE 5 p323

Cutting Parameters
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GESAC

Mould Industry | 1&E

SH300-R2-H

27)EfAk

2 Flute, Corner Radius

EI B &ﬁ% Figl

——
= L

?sI — — e Fig2
LL— IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
- ) 48 Continue

RS Es 7

Orderi@ Code o Le r L d Figure No. Stock
SH300-R2-05010-H 5 125 1 50 6 1 o
SH300-R2-06005-H 6 15 0.5 50 6 2 o
SH300-R2-06010-H 6 15 1 50 6 2 0]
SH300-R2-08005-H 8 20 0.5 60 8 2 0]
SH300-R2-08010-H 8 20 1 60 8 2 e}
SH300-R2-10005-H 10 25 0.5 75 10 2 0]
SH300-R2-10010-H 10 25 1 75 10 2 e}
SH300-R2-10015-H 10 25 1.5 75 10 2 e}
SH300-R2-10020-H 10 25 2 75 10 2 o
SH300-R2-12005-H 12 30 0.5 75 12 2 o
SH300-R2-12010-H 12 30 1 75 12 2 o
SH300-R2-12015-H 12 30 1.5 75 12 2 o
SH300-R2-12020-H 12 30 2 75 12 2 o
o iEEEFStock N

oEFfizEAvailable upon Order D RETol
b<8 o1
10<p<12 | §o15
BAfizunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
B, D g PHSSXEA/ DR PR PR P

Carb(on Steel Z\Iloy Afloy Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel

Steel(<35 HRC) Steel(<48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O O © ©

OFI&ES Most Suitable  © 1&& Suitable

IS 5 p323

Cutting Parameters
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#E | Mould Industry

GESAC

SH300-RN2-H

27J<IEAk
2 Flute Corner Radius, with Reduced Neck

i

g

ety de

£
ét Fig1
Lc

T ——

=@+ UL

u] - 4 Fig2
Le IRCIHBIESEP102  See page 102 for guidelines to icons
} L
ord gﬁ%ﬁ ode D L r L1 d2 L d F%Ee i
SH300-RN2-01001-H 1 1.5 0.1 6 0.95 50 4 1 O
SH300-RN2-01002-H 1 1.5 0.2 6 0.95 50 4 1 @)
SH300-RN2-02001-H 2 3 0.1 12 1.95 50 4 1 e}
SH300-RN2-02002-H 2 3 0.2 12 1.95 50 4 1 O
SH300-RN2-02003-H 2 3 0.3 12 1.95 50 4 1 @)
SH300-RN2-63002-H 3 4.5 0.2 18 29 60 6 1 O
SH300-RN2-63003-H 3 4.5 0.3 18 29 60 6 1 O
SH300-RN2-63005-H 3 4.5 0.5 18 29 60 6 1 O
SH300-RN2-64005-H 4 6 0.5 24 39 75 6 1 O
SH300-RN2-64010-H 4 6 1 24 3.9 75 6 1 O
SH300-RN2-05005-H 5 7.5 0.5 30 4.9 75 6 1 O
SH300-RN2-05010-H 5 7.5 1 30 4.9 75 6 1 O
SH300-RN2-06005-H 6 9 0.5 36 5.9 90 6 2 O
SH300-RN2-06010-H 6 9 1 36 5.9 90 6 2 O
:%%gﬁ'?.%e upon Order D SElo|
D<8 o1
10<0<12 | o5
g fi7unit (mm)
T {415} Workpiece Material
1234 5 6 1 2 34
KR P . PHISHREE(/ DA i P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hard?ned Steel Hardt_ened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (> 60HRC)
(@) ®) © ©

OFRIES Most Suitable

HEETHISE 5 p323

Cutting Parameters
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GESAC

Mould Industry | 1&E

SH300-R4-H

ATEfAk

4 Flute, Corner Radius

nI - J@% Fig1

_—
=Bl UL

Le FRCHBAESEP102 See page 102 for guidelines to icons
L
Ordgg;%%ode L Le r L d Fig:sNo. S%)??k

SH300-R4-31001-H 1 35 0.1 50 3 1 o)

SH300-R4-01001-H 1 35 0.1 50 4 1 o)

SH300-R4-61001-H 1 35 0.1 50 6 1 o)

SH300-R4-31002-H 1 35 0.2 50 3 1 ¢)

SH300-R4-01002-H 1 35 0.2 50 4 1 o)

SH300-R4-61002-H 1 35 0.2 50 6 1 o)

SH300-R4-31501-H 1.5 5 0.1 50 3 1 o)

SH300-R4-01501-H 1.5 5 0.1 50 4 1 o)

SH300-R4-61501-H 1.5 5 0.1 50 6 1 ¢)

SH300-R4-31502-H 1.5 5 0.2 50 3 1 o)

SH300-R4-01502-H 1.5 5 0.2 50 4 1 e)

SH300-R4-61502-H 1.5 5 0.2 50 6 1 o)

SH300-R4-32001-H 2 7 0.1 50 3 1 o)

SH300-R4-02001-H 2 7 0.1 50 4 1 ¢)

SH300-R4-62001-H 2 7 0.1 50 6 1 o)

SH300-R4-32002-H 2 7 0.2 50 3 1 ¢)
ofRAERETF Stock D AZETol
oFEFRIE Available upon Order b<g M

10<0<12 | §ois
D>12 S
#fsunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
B P PHISBREH/DEEA P P PN
Carbon Steel,Alloy Alloy Steel,Tool PH, Fernt(e<, ls\/elsaljaecn)sne Steel H?ﬁ?g;g RSSeI H?;c;(_agggsgel Ha(r(jeGrz)elijit)eel
Steel(<35 HRC) Steel(<48HRC)
(@) @) © ©

OFIES Most Suitable o J&& Suitable

IS w p323

Cutting Parameters
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¥E | Mould Industry GESAC

SH300-R4-H

ATERAk

4 Flute, Corner Radius

<
EI - J@éﬁ Fig1 M“ *
L
L
<
i e———— G e L
Le IRCHBRESEP1025  See page 102 for guidelines to icons
L ) 4581 Continue
Ordgﬂ:%%ode = = r L d Fig?_No. S%)Tc?k
SH300-R4-02002-H 2 7 0.2 50 4 1 [
SH300-R4-62002-H 2 7 0.2 50 6 1
SH300-R4-33002-H 3 10 0.2 50 3 2 e)
SH300-R4-03002-H 3 10 0.2 50 4 1 O
SH300-R4-63002-H 3 10 0.2 50 6 1 @)
SH300-R4-33005-H 3 10 0.5 50 3 2 O
SH300-R4-03005-H 3 10 0.5 50 4 1 [
SH300-R4-63005-H 3 10 0.5 50 6 1 o)
SH300-R4-04002-H 4 12 0.2 50 4 2 O
SH300-R4-64002-H 4 12 0.2 50 6 1 @)
SH300-R4-04005-H 4 12 0.5 50 4 2 O
SH300-R4-64005-H 4 12 0.5 50 6 1 O
SH300-R4-05002-H 5 15 0.2 50 6 1 )
SH300-R4-05005-H 5 15 0.5 50 6 1 O
SH300-R4-06005-H 6 15 0.5 50 6 2 [ ]
SH300-R4-06010-H 6 15 1 50 6 2 )
oIREERERF Stock D AZTol
oFEFRE Available upon Order b<g -8.01
10<p<12 | Jo15
b>12 o)

BAfizunit (mm)

T {415} Workpiece Material

1234 5 6 1 2 34
L PN S
KR P . PHS SR/ DEEA i PR i
Carbon Steel Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRCQ) Steel(<48HRC) (<35HRO) (45-55HRO) (55-60HRC) (> 60HRC)
o o ® ®
OF&ER Most Suitable o 1&& Suitable

HEETHISE 5 p323

Cutting Parameters
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GESAC

Mould Industry | 1&E

SH300-R4-H

ATEfAk

4 Flute, Corner Radius

]

-E—mi
=9 -~ UL

Lc FRICIBBIESEP102T  See page 102 for guidelines to icons
L ) 4&gi Continue
<= Bs EF
Orderiﬁ\g Code L Le r L d Figure No. Stock
SH300-R4-08005-H 8 20 0.5 60 8 2 °
SH300-R4-08005E-H 8 20 0.5 75 8 2
SH300-R4-08010-H 8 20 1 60 8 2 0]
SH300-R4-08010E-H 8 20 1 75 8 2 e}
SH300-R4-10005-H 10 25 0.5 75 10 2 e}
SH300-R4-10010-H 10 25 1 75 10 2 o
SH300-R4-10020-H 10 25 2 75 10 2 (e}
SH300-R4-12005-H 12 30 0.5 75 12 2 (e}
SH300-R4-12010-H 12 30 1 75 12 2 o
SH300-R4-12020-H 12 30 2 75 12 2 (e}
SH300-R4-16010-H 16 40 1 100 16 2 (e}
SH300-R4-16020-H 16 40 2 100 16 2 (e}
SH300-R4-20010-H 20 45 1 100 20 2 e}
SH300-R4-20020-H 20 45 2 100 20 2 e}
SH300-R4-20030-H 20 45 3 100 20 2 e}
QE%ET% Stock D NETol
oFEFRAE Available upon Order b<s —8,01
10<0<12 | o5
D>12 o2
Bfifunit (mm)
T14#4#%+ Workpiece Material
1234 5 6 1 2 34
B, CE g PHISSRERA/ DR PN i P
Carb(on Steel 2\”0}, Afloy Steel To)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRO)
O O © ©

OfEA Most Suitable

IS w p323

Cutting Parameters

O I1&H Suitable
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#E | Mould Industry

GESAC

SH300-RH4-H

ATIRBE R
4 Flute Corner Radius, with Long Shank Length

— et

vI Fig1 Em
Lc
L
; A ol 45] L
< ‘ IR R it E
1 e T i) [ -2 L
Lc FRCIRBEIEES%EP1025T See page 102 for guidelines to icons
L
Orderi@ Code v = r L d Figure No. Stock
SH300-RH4-31001-H 1 35 0.1 60 3 1 e}
SH300-RH4-01001-H 1 35 0.1 60 4 1 (e}
SH300-RH4-61001-H 1 35 0.1 60 6 1 O
SH300-RH4-31002-H 1 35 0.2 60 3 1 e}
SH300-RH4-01002-H 1 35 0.2 60 4 1 e}
SH300-RH4-61002-H 1 35 0.2 60 6 1 e}
SH300-RH4-31501-H 1.5 5 0.1 60 3 1 e}
SH300-RH4-01501-H 1.5 5 0.1 60 4 1 o
SH300-RH4-61501-H 1.5 5 0.1 60 6 1 e}
SH300-RH4-31502-H 1.5 5 0.2 60 g 1 O
SH300-RH4-01502-H 1.5 5 0.2 60 4 1 e}
SH300-RH4-61502-H 1.5 5 0.2 60 6 1 (e}
SH300-RH4-32001-H 2 7 0.1 60 3 1 e}
SH300-RH4-02001J-H 2 6 0.1 60 4 1 (e}
SH300-RH4-02001-H 2 7 0.1 60 4 1 (e}
SH300-RH4-62001-H 2 7 0.1 60 6 1 (e}
otMEEEETE Stock D AZETol
oFEFRAE Available upon Order < 0
D<8 -0.01
10<p<12 | o5
b>12 o2
BAfizunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
B, S P PHISHREE(/ DR/ P P P
Carb(on Steel Alloy Afloy Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
o) o) © ©

OFRIES Most Suitable

HEETHISE 5 p323

Cutting Parameters
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GESAC

Mould Industry

| &RE

SH300-RH4-H

AT RREF
4 Flute Corner Radius, with Long Shank Length

]

— )

Fig1

—
= L

Le FRCHBAESEP102 See page 102 for guidelines to icons
L ) S8 Continue
Ordgg;%%ode = = r L d Fig?_NoA S%)?c?k
SH300-RH4-32002-H 2 7 0.2 60 3 1 o}
SH300-RH4-02002-H 2 7 0.2 60 4 1 o}
SH300-RH4-62002-H 2 7 0.2 60 6 1 o)
SH300-RH4-33002-H 3 10 0.2 60 3 2 o}
SH300-RH4-03002-H 3 10 0.2 60 4 1 o}
SH300-RH4-63002A-H 3 8 0.2 60 6 1 o)
SH300-RH4-63002-H 3 10 0.2 60 6 1 o}
SH300-RH4-33005-H 3 10 0.5 60 3 2 o)
SH300-RH4-03005-H 3 10 0.5 60 4 1 o}
SH300-RH4-63005-H 3 10 0.5 60 6 1 o}
SH300-RH4-04002-H 4 12 0.2 60 4 2 [ )
SH300-RH4-04005-H 4 12 0.5 60 4 2 o}
SH300-RH4-05002-H 5 15 0.2 60 6 1 o)
SH300-RH4-05005-H 5 15 0.5 60 6 1 o}
SH300-RH4-06005-H 6 15 0.5 60 6 2 o}
SH300-RH4-06005E-H 6 15 0.5 75 6 2 (]
oEEERF Stock D AETol
oFEFRE Available upon Order b<g 0
10<p<12 | Jo15
b>12 )
BAfunit (mm)
T14#4% Workpiece Material
1234 6 1 2 34
KR P PHSSRZE/ DA P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrlt(e<, gfsaéfz%s'te Steel H?ngt_e;\;zg ngeel H?gg?gggsgd Ha{geGréeljiRSCt)eel
Steel(<35 HRC) Steel(<48HRC)
(@) © ©

OFIEA Most Suitable

IS 5 p323

Cutting Parameters

0 1&#& Suitable
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#E | Mould Industry

GESAC

SH300-RH4-H

AT RBE A

4 Flute Corner Radius, with Long Shank Length

]

==k

- *i Fig2
L ]

L

Lc

ﬂ
=R L

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

Y 4E@1 Continue

RS Es EF
Orderi@ Code = Le r L d Figure No. Stock
SH300-RH4-06010-H 6 15 1 60 6 2 e)
SH300-RH4-06010E-H 6 15 1 75 6 2 e}
SH300-RH4-08005-H 8 20 0.5 100 8 2 [
SH300-RH4-08010-H 8 20 1 100 8 2 e}
SH300-RH4-10005-H 10 25 0.5 100 10 2 e}
SH300-RH4-10010-H 10 25 1 100 10 2 [
SH300-RH4-10020-H 10 25 2 100 10 2 [
SH300-RH4-12005-H 12 30 0.5 100 12 2 [
SH300-RH4-12010-H 12 30 1 100 12 2 [
SH300-RH4-12020-H 12 30 2 100 12 2 [
SH300-RH4-16010-H 16 40 1 150 16 2 e}
SH300-RH4-16020-H 16 40 2 150 16 2 (e}
SH300-RH4-20010-H 20 45 1 150 20 2 e}
SH300-RH4-20020-H 20 45 2 150 20 2 (e}
SH300-RH4-20030-H 20 45 3 150 20 2 e}
oﬁvﬁgﬁ Stock D AZETol
oFEFRAE Available upon Order b<s 78.01
10<0<12 | §ois
D>12 Soa
BAfifunit (mm)
T {415} Workpiece Material
1234 5 6 1 2 34
B, S S PHISSRZE// DAY P P P
Carl:fon Steel zl‘lloy Afloy Steel To)ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-55HRC) (55-60HRC) (>60HRC)
O @) © ©

OFIES Most Suitable

HEETHISE 5 p323

Cutting Parameters
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Mould Industry | 1&E
SH300-RN4-H
ATEEIBSL
4 Flute Corner Radius, with Reduced Neck
: / — ———— g,

f

o2

Lc
L1

L

/
ﬁ Fig1

=R L

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ordgg;%%ode = £ r L1 d2 L d F§I§e S%)?c?k
SH300-RN4-31001-H 1 2 0.1 4 0.95 50 3 1 o
SH300-RN4-01001-H 1 2 0.1 4 0.95 50 4 1 o
SH300-RN4-61001-H 1 2 0.1 4 0.95 50 6 1 o
SH300-RN4-31001E-H 1 2 0.1 4 0.95 60 3 1 o
SH300-RN4-01001E-H 1 2 0.1 4 0.95 60 4 1 °
SH300-RN4-61001E-H 1 2 0.1 4 0.95 60 6 1 o
SH300-RN4-01001M-H 1 2 0.1 6 0.95 50 4 1 o
SH300-RN4-31002-H 1 2 0.2 4 0.95 50 3 1 o
SH300-RN4-01002-H 1 2 0.2 4 0.95 50 4 1 o
SH300-RN4-61002-H 1 2 0.2 4 0.95 50 6 1 le)
SH300-RN4-31002E-H 1 2 0.2 4 0.95 60 3 1 o
SH300-RN4-01002E-H 1 2 0.2 4 0.95 60 4 1 o
SH300-RN4-61002E-H 1 2 0.2 4 0.95 60 6 1 o
SH300-RN4-31501-H 1.5 3 0.1 6 1.45 50 3 1 O
SH300-RN4-01501-H 1.5 3 0.1 6 1.45 50 4 1 le)
SH300-RN4-61501-H 1.5 3 0.1 6 1.45 50 6 1 o

oiTERETF Stock D AETol
oFEFRIE Available upon Order b<g -8.01
10<0<12 | Ju1s
D>12 Sw
E{Junit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
. e frRad PH .Sk 3REA/ DR/ P P N
Carbtn%t!iﬂ\lloy Afﬁ)i/HSigléf,TFoLI PH, Ferrite, Martensite Steel Harde_zned Steel Hard(fned Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
(@) @) © ©

OFIEA Most Suitable

IS 5 p323

Cutting Parameters

O J&& Suitable
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#E | Mould Industry

GESAC

SH300-RN4-H

ATERE Ak

4 Flute Corner Radius, with Reduced Neck

{7 -

<

/
E’f Fig1

o2

Bvi,

Lc
L1

<
é[ Fig2

L

R

=R oL

FRCIHBFIESEP102IT See page 102 for guidelines to icons

) £Ea7 Continue

ord gﬁ%‘%'c ode D Le r L1 d2 L d F%Ee o
SH300-RN4-31501E-H 1.5 3 0.1 6 1.45 60 3 1 e}
SH300-RN4-01501E-H 1.5 3 0.1 6 1.45 60 4 1 O
SH300-RN4-61501E-H 1.5 3 0.1 6 1.45 60 6 1 e}
SH300-RN4-31502-H 1.5 3 0.2 6 1.45 50 3 1 O
SH300-RN4-01502-H 1.5 3 0.2 6 1.45 50 4 1 e}
SH300-RN4-61502-H 1.5 3 0.2 6 1.45 50 6 1 O
SH300-RN4-31502E-H 1.5 3 0.2 6 1.45 60 3 1 O
SH300-RN4-01502E-H 1.5 3 0.2 6 1.45 60 4 1 o}
SH300-RN4-61502E-H 1.5 3 0.2 6 1.45 60 6 1 e}
SH300-RN4-32001-H 2 4 0.1 8 1.95 50 3 1 o}
SH300-RN4-02001-H 2 4 0.1 8 1.95 50 4 1 e}
SH300-RN4-62001-H 2 4 0.1 8 1.95 50 6 1 O
SH300-RN4-32001E-H 2 4 0.1 8 1.95 60 3 1 O
SH300-RN4-02001J-H 2 4 0.1 6 1.95 60 4 1 [ )
SH300-RN4-02001E-H 2 4 0.1 8 1.95 60 4 1 [ )
SH300-RN4-62001E-H 2 4 0.1 8 1.95 60 6 1 O

;%;%Tiv?i%ck;e upon Order DZS /A:;jlw
1o<p<12 | o5
D>12 S0
g fi7unit (mm)
T {415} Workpiece Material
1234 5 6 1 2 34
KR P . PHISSRZE// DAY P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferr|t(e<, gllsfi'r;eg)ﬁte Steel H?E?E;gsgel H?gcét_egggs(t:e)zel Ha(rS%%insct)EEI
Steel(<35 HRC) Steel(<48HRC)
O @) © ©

OFRIES Most Suitable

HEETHISE 5 p323

Cutting Parameters
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Mould Industry | 1&E
SH300-RN4-H
AR
4 Flute Corner Radius, with Reduced Neck
: / — ———— g,

{7 -

o2

Lc
L1

L

/
ﬁ Fig1

Fig2

O L

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) £&gi Continue

Ordgg;%%ode = £ r L1 d2 L d F;e S%)Tc?k
SH300-RN4-32002-H 2 4 0.2 8 1.95 50 3 1 @)
SH300-RN4-02002-H 2 4 0.2 8 1.95 50 4 1 )
SH300-RN4-62002-H 2 4 0.2 8 1.95 50 6 1 [e)
SH300-RN4-32002E-H 2 4 0.2 8 1.95 60 3 1 @)
SH300-RN4-02002E-H 2 4 0.2 8 1.95 60 4 1 ¢)
SH300-RN4-62002E-H 2 4 0.2 8 1.95 60 6 1 )
SH300-RN4-33002-H 3 6 0.2 12 29 50 3 2 @)
SH300-RN4-03002-H 3 6 0.2 12 29 50 4 1 e)
SH300-RN4-63002-H 3 6 0.2 12 29 50 6 1 )
SH300-RN4-33002E-H 3 6 0.2 12 29 60 3 2 @)
SH300-RN4-03002E-H 3 6 0.2 12 2.9 60 4 1 °
SH300-RN4-63002J-H 3 6 0.2 12 29 60 6 1 ®
SH300-RN4-63002E-H 3 6 0.2 12 29 60 6 1 [e)
SH300-RN4-33005-H 3 6 0.5 12 29 50 3 2 @)
SH300-RN4-03005-H 3 6 0.5 12 29 50 4 1 ¢)
SH300-RN4-63005-H 3 6 0.5 12 2.9 50 6 1 )

;g;jgg?fvsati%cl;e upon Order DZS /AfTOI
S -0.01
10<0<12 | Ju15
p>12 Qo2
BAfTunit (mm)
T14#4% Workpiece Material
1234 5 6 1 2 34
KR P PHSSRZE/ DA P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrlt(e<, Z;ﬁ;%me Steel H?ngt_e;\;zg Ffé()eel H?gg?gggsgd Ha{geGréeljiRSCt)eel
Steel(<35 HRC) Steel(<48HRC)
(@) @) © ©

OFRIES Most Suitable

IS 5 p323

Cutting Parameters

0 1&& Suitable
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#E | Mould Industry

GESAC

SH300-RN4-

ATERE AL

H

4 Flute Corner Radius, with Reduced Neck

i <

/ I .
I = Fig1
Lc

BT - - Fig2

Lc

{7 -

o2
&

L1

L

R

=R L

FRCIHBFIESEP102IT See page 102 for guidelines to icons

) £Ea7 Continue

ord ;ﬁ%’% ode D Le r L1 d2 L d F%I;e o
SH300-RN4-33005E-H 3 6 0.5 12 2.9 60 3 2 o
SH300-RN4-03005E-H 3 6 0.5 12 29 60 4 1 o
SH300-RN4-63005E-H 3 6 0.5 12 2.9 60 6 1 o
SH300-RN4-04002-H 4 8 0.2 16 3.9 50 4 2 o
SH300-RN4-64002-H 4 8 0.2 16 3.9 50 6 1 o)
SH300-RN4-04002E-H 4 8 0.2 16 3.9 60 4 2 o
SH300-RN4-64002E-H 4 8 0.2 16 39 60 6 1 o
SH300-RN4-04005-H 4 8 0.5 16 3.9 50 4 2 o
SH300-RN4-64005-H 4 8 0.5 16 3.9 50 6 1 [ )
SH300-RN4-04005E-H 4 8 0.5 16 3.9 60 4 2 o)
SH300-RN4-64005E-H 4 8 0.5 16 3.9 60 6 1 o
SH300-RN4-64005L-H 4 8 0.5 20 3.9 60 6 1 [ )
SH300-RN4-05002-H 5 10 0.2 20 49 50 6 1 o
SH300-RN4-05002F-H 5 10 0.2 20 49 75 6 1 o
SH300-RN4-05005-H 5 10 0.5 20 49 50 6 1 o)
SH300-RN4-05005F-H 5 10 0.5 20 4.9 75 6 1 o

;g;%gﬁvitigﬁe upon Order DiS /i(izm
10<0<12 | Jo1s
D>12 Sn
BAfifunit (mm)
T 415} Workpiece Material
1234 5 6 1 2 34
KR P PHISHREE(/ DR/ P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferr|t(e<, g/ils_'al_::zeg)SIte Steel H?ﬁ?g;ﬂ;éie' H?gcét_eggg Ffé()eel Ha(rcieerz)e'ijSCt)eel
Steel(<35 HRC) Steel(<48HRC)
@] @) © ©

OFRIES Most Suitable

HEETHISE 5 p323

Cutting Parameters

0 1&®& Suitable
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Mould Industry | 1&E
SH300-RN4-H
AR
4 Flute Corner Radius, with Reduced Neck
: / — ———— g,

{7 -

o2

Lc
L1

L

/
ﬁ Fig1

O L

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

) £&gi Continue

Ordgg;%%ode = £ r L1 d2 L d F;e S%)Tc?k
SH300-RN4-06005J-H 6 12 0.5 24 5.9 60 6 2 o
SH300-RN4-06005-H 6 12 0.5 24 5.9 50 6 2 o
SH300-RN4-06005E-H 6 12 0.5 24 5.9 60 6 2 o)
SH300-RN4-06005F-H 6 12 0.5 24 5.9 75 6 2 [}
SH300-RN4-06010-H 6 12 1 24 5.9 50 6 2 ¢)
SH300-RN4-06010E-H 6 12 1 24 5.9 60 6 2 o
SH300-RN4-06010F-H 6 12 1 24 5.9 75 6 2 o
SH300-RN4-08005-H 8 16 0.5 32 7.9 60 8 2 o)
SH300-RN4-08005E-H 8 16 0.5 32 7.9 75 8 2 O
SH300-RN4-08010-H 8 16 1 32 7.9 60 8 2 @)
SH300-RN4-08010E-H 8 16 1 32 7.9 75 8 2 [}
SH300-RN4-10005-H 10 20 0.5 40 9.9 75 10 2 o
SH300-RN4-10005F-H 10 20 0.5 40 9.9 100 10 2 le)
SH300-RN4-10010-H 10 20 1 40 9.9 75 10 2 o
SH300-RN4-10010F-H 10 20 1 40 9.9 100 10 2 le)
SH300-RN4-10020-H 10 20 2 40 9.9 75 10 2 o

Z%K;%g?z—vsatilzctﬁe upon Order /A(%TOI
<8 -0.01
10<0<12 | §415
D>12 Qo
Efunit (mm)
T14#4% Workpiece Material
1234 5 6 1 2 34
KR P PHSSRZE/ DA P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrlt(e<, Z;ﬁ;%me Steel H?ngt_e;\;zg Ffé()eel H?gg?gggsgd Ha{geGréeljiRSCt)eel
Steel(<35 HRC) Steel(<48HRC)
(@) @) © ©

OFRIES Most Suitable

IS 5 p323

Cutting Parameters

0 1&& Suitable
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#E | Mould Industry

GESAC

SH300-RN4-H

ARk
4 Flute Corner Radius, with Reduced Neck

{7 - | / _—*m

=R oL

FRCIBEESEP102IT  See page 102 for guidelines to icons

/I .
I = Fig1
Lc

BT _ R Fig2

Lc

o2
&

L1

L

) £Ea7 Continue

TS BS | g
Ordering Code o = r L1 d2 L d Flr%gre Stock
SH300-RN4-10020F-H 10 20 2 40 9.9 100 10 2 e}
SH300-RN4-12005-H 12 24 0.5 48 11.9 75 12 2 e}
SH300-RN4-12005F-H 12 24 0.5 48 11.9 100 12 2 o)
SH300-RN4-12010-H 12 24 1 48 11.9 75 12 2 e}
SH300-RN4-12010F-H 12 24 1 48 11.9 100 12 2 [
SH300-RN4-12020-H 12 24 2 48 11.9 75 12 2 e}
SH300-RN4-12020F-H 12 24 2 48 11.9 100 12 2 e}
otNERETE Stock AZTol
oFETAE Available upon Order 0
<8 -0.01
10<0<12 | o5
>z | o
BAfizunit (mm)
T4#4%} Workpiece Material
1234 5 6 1 2 34
KR P . PHISSRZE// DAY P i P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O @) © ©

O &R Most Suitable

HEETHISH 5 p323

Cutting Parameters

o 1&®& Suitable




Mould Industry | 1&E

GESAC

SH300-R6-H

67]ERkT]
6 Flute, Corner Radius

@t - o Figl
Lc
L
‘ o
Ay o] S
hS Helix
IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
=] Es =
Ordering Code D £ r L d Figure No. Stock
SH300-R6-06005-H 6 15 0.5 50 6 1 [
SH300-R6-06010-H 6 15 1 50 6 1 o
SH300-R6-08005-H 8 20 0.5 60 8 1 o
SH300-R6-08010-H 8 20 1 60 8 1 o
SH300-R6-08005E-H 8 20 0.5 75 8 1 [
SH300-R6-08010E-H 8 20 1 75 8 1 0]
SH300-R6-10005-H 10 25 0.5 75 10 1 o
SH300-R6-10010-H 10 25 1 75 10 1 [
SH300-R6-10020-H 10 25 2 75 10 1 0]
SH300-R6-12005-H 12 30 0.5 75 12 1 0]
SH300-R6-12010-H 12 30 1 75 12 1 0]
o iEEEETEStock D AZETol
oFEFhEAvailable Upon Order 0
bs12 -0.015
D>12 o020
Bfzunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
N, Aei Al & 2% 2%
N PHS R/ S ERANN TRTEEEN TERTSEER) RIS
Caré;nsgt: zlcilloy Afléloi/HSngILT-Fo{)I PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRC) (55-60HRC) (>60HRO)
O @) © ©

OFRIES Most Suitable
HEEIHISS w p324

Cutting Parameters

O 1&& Suitable




¥E | Mould Industry GESAC

SH300-R6-H

67J[ERkT]
6 Flute, Corner Radius

(R L

FRCIBEESEP102IT  See page 102 for guidelines to icons

) &&8i Continue

Ord;?n}g:%ode = = r L d Figl%‘? No. S%)Tc?k
SH300-R6-12020-H 12 30 2 75 12 1 @)
SH300-R6-14005-H 14 35 0.5 100 14 1 fe)
SH300-R6-14010-H 14 35 1 100 14 1 fe)
SH300-R6-14020-H 14 35 2 100 14 1 e}
SH300-R6-16010-H 16 40 1 100 16 1 le)
SH300-R6-16020-H 16 40 2 100 16 1 le)
SH300-R6-16030-H 16 40 3 100 16 1 le)
SH300-R6-20010-H 20 45 1 100 20 1 le)
SH300-R6-20020-H 20 45 2 100 20 1 0]
SH300-R6-20030-H 20 45 3 100 20 1 0]

;%%gﬁ?ﬁﬁe Upon Order . /LB%TOI
=12 -0.015
D>12 So20

BAfifunit (mm)

T4#4%} Workpiece Material

1234 5 6 1 2 34
B = = . . s
KR P . PHISSRZE// DAY P i P
Carbon Steel All Allov Steel Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon Steel,Alloy Oy Steel, 100 (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRC) Steel(<48HRC)
O e © ©

OfRIES Most Suitable  © i&#& Suitable

HEHTHISE s p324

Cutting Parameters




GESAC Mould Industry | &EE

SH300-RH6-H

67 KMRERALT]
6 Flute Corner Radius, with Long Shank Length

“t — W/H Fig1

. Lc
=== <] Ul
5 HellX
TNCIHBEESEP1025  See page 102 for guidelines to icons
Ord;g%;%Code = = r L e Fige% No. S%)?c?k
SH300-RH6-06005-H 6 15 0.5 60 6 1 o)
SH300-RH6-06010-H 6 15 1 60 6 1 o)
SH300-RH6-06005E-H 6 15 0.5 75 6 1 o)
SH300-RH6-06010E-H 6 15 1 75 6 1 o
SH300-RH6-08005-H 8 20 0.5 75 8 1 o
SH300-RH6-08010-H 8 20 1 75 8 1 o
SH300-RH6-10005-H 10 25 0.5 100 10 1 o
SH300-RH6-10010-H 10 25 1 100 10 1 )
SH300-RH6-10020-H 10 25 2 100 10 1 o
SH300-RH6-12005-H 12 30 0.5 100 12 1 o
SH300-RH6-12010-H 12 30 1 100 12 1 °
;%%zﬁsatiggle Upon Order D<Dlz /if)-lr:l
p>12 -8:020

BAfTunit (mm)

T 4#4%} Workpiece Material

1234 5 6 1 2 34
pas
B P PHISSXELA/ DA PR PR P
Carbon Steel All Alloy Steel. Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
arbon Steel,Alloy Oy Steel, 100 (<35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
Steel(<35 HRC) Steel(<48HRC)
O O © ©

OFRIES Most Suitable o i&& Suitable

HEEIHISS w p324

Cutting Parameters




#E | Mould Industry

GESAC

SH300-RH6-H

67 KARE LTI
6 Flute Corner Radius, with Long Shank Length

?si — Fig1
Lc
L A |
| Xl s _
6-1 TIAICTSIN ﬁ
FRCIBEESEP102IT  See page 102 for guidelines to icons
) £Z87 Continue
=] =i EF
Ordering Code D Le s L d Figure No. Stock
SH300-RH6-12020-H 12 30 2 100 12 1 o
SH300-RH6-14005-H 14 35 0.5 120 14 1 fe)
SH300-RH6-14010-H 14 35 1 120 14 1 o
SH300-RH6-14020-H 14 35 2 120 14 1 o
SH300-RH6-16010-H 16 40 1 120 16 1 o
SH300-RH6-16020-H 16 40 2 120 16 1 o
SH300-RH6-16030-H 16 40 3 120 16 1 [¢)
SH300-RH6-20002-H 20 45 0.2 120 20 1 o
SH300-RH6-20010-H 20 45 1 120 20 1 o
SH300-RH6-20020-H 20 45 2 120 20 1 o
SH300-RH6-20030-H 20 45 3 120 20 1 o
oIRAERETEStock N
oa‘ﬁ%%ﬁEAvailable Upon Order . A(%TOI
bs12 -0.015
p>12 So20
Bfzunit (mm)
T4#4%} Workpiece Material
1234 5 6 1 2 34
KR P . PHISHXER/DEC P R PR
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRCQ) (45-55HRC) (55-60HRC) (>60HRC)
O e} © ©

OFRIES Most Suitable
HEHTHISE s p324

Cutting Parameters

O J&& Suitable




GESAC

Mould Industry | 1&E

SH300-B2-H

27JBkk

2 Flute, Ballnose

EI -

Ty

[

- =
T P EG LS
Fig2 TIAICISIN e

Lc FRCIHBAIESEP102IT  See page 102 for guidelines to icons
L
TS El 7
Orderi@ Code = s = L d Figure No. Stock

SH300-B2-30601-H 0.6 03 0.9 50 3 1 o
SH300-B2-00601-H 0.6 0.3 0.9 50 4 1 o
SH300-B2-60601-H 0.6 0.3 0.9 50 6 1 o
SH300-B2-31002-H 1 0.5 1.5 50 3 1 o
SH300-B2-01002-H 1 0.5 1.5 50 4 1 [}
SH300-B2-61002-H 1 0.5 1.5 50 6 1 o
SH300-B2-31502-H 1.5 0.75 2.3 50 3 1 o
SH300-B2-01502-H 1.5 0.75 2.3 50 4 1 [}
SH300-B2-61502-H 1.5 0.75 2.3 50 6 1 o
SH300-B2-32003-H 2 1 3 50 3 1 o
SH300-B2-02003-H 2 1 3 50 4 1 [}
SH300-B2-62003-H 2 1 3 50 6 1 o

otEEETFStock R AETol

oFEFhEAvailable Upon Order
R<3 +0.005
R>3 +0.007
Bfi7unit (mm)
T {4#4%} Workpiece Material
1234 5 6 1 2 34
B, CE g PHISBREH/DEA P P i
Cark:(;on Steel 2\Iloy Afloy Steel To)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRO)
O O © ©

OFIES Most Suitable

IS 5 p324

Cutting Parameters

0 1&®& Suitable
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¥E | Mould Industry GESAC

SH300-B2-H

27JEKRL
2 Flute, Ballnose

<
bI _ {@/ Fig1 =
o
== =@ [o] | N
YSI — — ) FigZ hs Helix Ballnose

Lo FTBBBEEEP1025 See page 102 for guidelines to icons
L
Ordgg%;;%lcode - . = L d Fige% No. S}tgo?c?k

SH300-B2-33005-H 3 1.5 4.5 50 3 2 o
SH300-B2-03005-H 3 1.5 4.5 50 4 1 [
SH300-B2-63005-H 3 1.5 4.5 50 6 1 o
SH300-B2-04006-H 4 2 6 50 4 2 [ J
SH300-B2-64006-H 4 2 6 50 6 1 O
SH300-B2-05008-H 5 2.5 7.5 50 6 1 O
SH300-B2-06009-H 6 3 9 50 6 2 [ J
SH300-B2-08012-H 8 4 12 60 8 2 [ J
SH300-B2-08012E-H 8 4 12 75 8 2 [ J
SH300-B2-10015-H 10 5 15 75 10 2 [}
SH300-B2-12018-H 12 6 18 75 12 2 O

;ﬁz%‘;%gﬁ/saﬁggle Upon Order R AETl

R<3 +0.005

R>3 +0.007

BAfunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
KR P . PHISSRZE/ DAY P P P
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hard?ned Steel Harde_:ned Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRO)
O O © ©)

OFRIER Most Suitable  © #&& Suitable

HEHTHISE s p324

Cutting Parameters




GESAC Mould Industry | &8

SH300-BH2-H

PUALS 7RSS
2 Flute Ballnose, with Long Shank Length

<
Lc
Q o
= na(d il e S
— \ FigZ hs Helix Ballnose

Lc TRCIBEIES%EP1025T  See page 102 for guidelines to icons
L
Ordggi-:\&f;%(l:ode D R Le L d Fig;:‘I=l5 No. S%fk

SH300-BH2-30601-H 0.6 0.3 0.9 60 3 1 e}
SH300-BH2-00601-H 0.6 03 0.9 60 4 1 O
SH300-BH2-60601-H 0.6 03 0.9 60 6 1 e}
SH300-BH2-31002-H 1 0.5 1.5 60 3 1 O
SH300-BH2-01002-H 1 0.5 1.5 60 4 1 e}
SH300-BH2-61002-H 1 0.5 1.5 60 6 1 O
SH300-BH2-31502-H 1.5 0.75 2.3 60 3 1 [ J
SH300-BH2-01502-H 1.5 0.75 2.3 60 4 1 O
SH300-BH2-61502-H 1.5 0.75 2.3 60 6 1 e}
SH300-BH2-32003-H 2 1 3 60 3 1 [ J

;ﬁ%‘;\;%g?fviti?a%(le upon Order R el

R<3 +0.005

R>3 +0.007

&{iunit (mm)

T 1444t Workpiece Material

1234 5 o ] 5 o
& PN
OISR, BT PHSHEZEH/ S (AT PR PRI R
Carbon Steel, Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (> 60HRC)
© o © ®

OfER Most Suitable o J&& Suitable

HEEIHISS w p324

Cutting Parameters




#E | Mould Industry

GESAC

SH300-BH2-H

PUALS 7RSS

2 Flute Ballnose, with Long Shank Length

e

Lc
L
Q, o
e = O[] U
?SI — — - Figz h5 Helix Ballnose
LL—C_ HRCHBEIESEP102I  See page 102 for guidelines to icons
L ) &R0 Continue
T8RS EsS EF
Ordering Code D R Le L d Figure No. Stock
SH300-BH2-02003-H 2 1 3 60 4 1 o
SH300-BH2-62003-H 2 1 3 60 6 1 (@)
SH300-BH2-04006-H 4 2 6 60 4 2 O
SH300-BH2-64006-H 4 2 6 60 6 1 (@)
SH300-BH2-05008-H 5 25 7.5 60 6 1 O
SH300-BH2-06009-H 6 3 9 60 6 2 (@]
SH300-BH2-06009E-H 6 3 9 75 6 2 [ J
SH300-BH2-08012-H 8 4 12 100 8 2 [ J
SH300-BH2-10015-H 10 5 15 100 10 2 [ J
SH300-BH2-12018-H 12 6 18 100 12 2 (@]
oiRAEEETE Stock N
oFEFAE Available upon Order R il
R<3 +0.005
R>3 £0.007
&1iunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
iR, AEiN Aem % 2z 2=
\ PHES#ZRA/ S ERARR FBESN RREEN TERTEEER)
CarI:E;n3§tl—:3 IZIC/)\Ion AI(%B)/H;&/I{‘IT) )ol PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRO)
O O © ©

OF&ER Most Suitable

HEHTHISE s p324

Cutting Parameters

0 1&®& Suitable




GESAC

Mould Industry

| &RE

SH300-BN2-H

2JJH<EEkL
2 Flute Ballnose, with Reduced Neck

y

; = = Q)]
o IFTIHBBEEEP1025 See page 102 for guidelines to icons
Orde‘ri:;%Code D R Lc d2 L1 L d Figlljgr?No. S%)Z?k
SH300-BN2-30602-H 0.6 0.3 0.9 0.55 1.5 50 3 1 o}
SH300-BN2-00602-H 0.6 0.3 0.9 0.55 1.5 50 4 1 O
SH300-BN2-60602-H 0.6 0.3 0.9 0.55 1.5 50 6 1 e}
SH300-BN2-31003-H 1 0.5 1.5 0.95 2.5 50 3 1 o}
SH300-BN2-01003-H 1 0.5 1.5 0.95 2.5 50 4 1 o}
SH300-BN2-61003-H 1 0.5 1.5 0.95 2.5 50 6 1 o}
SH300-BN2-01006-H 1 0.5 1.5 0.95 6 50 4 1 [
SH300-BN2-31504-H 1.5 0.75 23 1.45 3.75 50 3 1 o}
SH300-BN2-01504-H 1.5 0.75 23 1.45 3.75 50 4 1 [ )
SH300-BN2-61504-H 1.5 0.75 23 1.45 3.75 50 6 1 o}
SH300-BN2-61506-H 1.5 0.75 23 1.45 6 50 6 1 o}
SH300-BN2-32005-H 2 1 3 1.95 5 50 3 1 o}
SH300-BN2-02005-H 2 1 3 1.95 5 50 4 1 [ )
SH300-BN2-62005-H 2 1 3 1.95 5 50 6 1 o}
SH300-BN2-32005E-H 2 1 3 1.95 5 60 3 1 o}
SH300-BN2-02005E-H 2 1 3 1.95 5 60 4 1 o}
;%;%gﬁv?&cl;e upon Order R AZTol
R<3 +0.005
R>3 £0.007
{irunit (mm)
T {4#4%} Workpiece Material
1234 5 6 1 2 34
K, &% A& N S Sox
Steel(<35 HRC) Steel(<48HRC)
(@) @) © ©

OFRIES Most Suitable

IS 5 p324

Cutting Parameters

O I&& Suitable
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¥E | Mould Industry GESAC

SH300-BN2-H

2JJ<EmERL
2 Flute Ballnose, with Reduced Neck

o 2

et —

L1

L

<, " "
R SrEED)

n e FTRCIHBFIES%EP10250  See page 102 for guidelines to icons

d2

L ) 4Egi Continue
T8RS Bs EF
Ordering Code B R Le d2 tl L d Figure No. Stock
SH300-BN2-62005E-H 2 1 3 1.95 5 60 6 1 e)
SH300-BN2-02006E-H 2 1 3 1.95 6 60 4 1 o
SH300-BN2-02008-H 2 1 3 1.95 8 50 4 1 [
SH300-BN2-02010E-H 2 1 3 1.95 10 60 4 1 [ )
SH300-BN2-33008-H 3 1.5 4.5 29 7.5 50 3 2 o
SH300-BN2-03006-H 3 1.5 4.5 29 6 50 4 1 O
SH300-BN2-03008-H 3 1.5 4.5 2.9 7.5 50 4 1 @)
SH300-BN2-03015E-H 3 1.5 4.5 29 15 60 4 1 0]
SH300-BN2-63008-H 3 1.5 4.5 2.9 7.5 50 6 1 e)
SH300-BN2-63012-H 3 1.5 4.5 29 12 50 6 1 0]
SH300-BN2-33008E-H 3 1.5 45 29 7.5 60 3 2 e)
SH300-BN2-03008E-H 3 1.5 4.5 29 7.5 60 4 1 0]
SH300-BN2-63008E-H 3 1.5 4.5 29 7.5 60 6 1 e)
SH300-BN2-63009E-H 3 1.5 4.5 29 9 60 6 1 0]
SH300-BN2-63012E-H 3 1.5 4.5 29 12 60 6 1 [ )
SH300-BN2-63015E-H 3 1.5 4.5 29 15 60 6 1 o
TR Stock =

oFEFRE Available upon Order R KETol

R<3 +0.005

R>3 +0.007

Biunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
iR, AEiN Aem 2% o o
. PHE#RER A/ SRR RIS TRTEEEN TERTEEER)

Carb(c:nagt}:z zlczklloy AEIA:JE;HS'ig:I{'I—Fo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel

Steel(<35 HRC) Steel(<48HRC) (<35HRQ) (45-55HRC) (55-60HRC) (>60HRO)
O O © ©

OF&ER Most Suitable o 1&& Suitable

HEETHISS 5 p324

Cutting Parameters
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GESAC

Mould Industry | 1&E

SH300-BN2-H

2JJ kL

2 Flute Ballnose, with Reduced Neck

ol 2y
Lc

L

o2

(O -
Helix Ballnose

zl \ Fig2
B ke IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L ) £ERT Continue
P ES 7
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-04010-H 4 2 6 39 10 50 4 2 e}
SH300-BN2-04010E-H 4 2 6 3.9 10 60 4 2 O
SH300-BN2-64010-H 4 2 6 39 10 50 6 1 [ J
SH300-BN2-64010E-H 4 2 6 39 10 60 6 1 O
SH300-BN2-64012E-H 4 2 6 39 12 60 6 1 [ )
SH300-BN2-64016E-H 4 2 6 39 16 60 6 1 [ )
SH300-BN2-04020F-H 4 2 6 39 20 75 4 2 )
SH300-BN2-05013-H 5 2.5 7.5 49 12.5 50 6 1 O
SH300-BN2-06015-H 6 3 9 5.9 15 50 6 2 [
SH300-BN2-06015E-H 6 3 9 59 15 60 6 2 O
oRAEEETE Stock N
oZEFfiE Available upon Order R RETol
R<3 +0.005
R>3 +0.007
fizunit (mm)
T {4#4%} Workpiece Material
1234 5 6 1 2 34
N, e =xa] & o 2%
v PHS R/ S ERIAN RIS TERTSEER) RIS
Caré;n%tljezlcz\lloy AfI‘ti/HSiS:I\TFo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 I-iRC) Steel(s48HRC) (< 35HRCQ) (45-55HRC) (55-60HRC) (>60HRC)
O @) © ©

OfRIES Most Suitable o i&& Suitable

IS 5 p324

Cutting Parameters
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#E | Mould Industry

GESAC

SH300-BN2-H

PYNL SRS

2 Flute Ballnose, with Reduced Neck

L

=15

|

L1

a

E} Fig1
Lc

d2

Q-1 Une

zl Fig2
n e FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
L ) 4E8i Continue
1555 ES itz
Ordering Code B R Le d2 L1 L d Figure No. Stock
SH300-BN2-06015F-H 6 3 9 59 15 75 6 2 o
SH300-BN2-06030G-H 6 3 9 5.9 30 100 6 2 [ )
SH300-BN2-08020-H 8 4 12 7.9 20 60 8 2 [
SH300-BN2-08020E-H 8 4 12 7.9 20 75 8 2 o
SH300-BN2-08020G-H 8 4 12 7.9 20 100 8 2 o
SH300-BN2-08040G-H 8 4 12 7.9 40 100 8 2 [ )
SH300-BN2-10025-H 10 5 15 9.9 25 75 10 2 @)
SH300-BN2-10025F-H 10 5 15 9.9 25 100 10 2 [ )
SH300-BN2-12030-H 12 6 18 11.9 30 75 12 2 e)
SH300-BN2-12030F-H 12 6 18 11.9 30 100 12 2 ®
oiEEETF Stock <
oFEFfizE Available upon Order R K~ZETol
R<3 +0.005
R>3 +0.007
Biunit (mm)
T{4#1%} Workpiece Material
1234 5 6 1 2 34
iR, AEiN Aem 2% o o
. PHE#RER A/ SRR RIS TRTEEEN TERTEEER)
Carb(c:nagt}:z zlczklloy AEIA:JE;HS'ig:I{'I—Fo)oI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 I-iRC) Steel(s48FIIRC) (< 35HRCQ) (45-55HRC) (55-60HRC) (> 60HRC)
O O © ©

OFRIES Most Suitable

HEETHISS 5 p324

Cutting Parameters

240

O J&& Suitable



GESAC Mould Industry | #&E

SH300-B4-H

A7]BkSL
4 Flute, Ballnose

'S
‘cI - % Fig1
: s N
UI _ | FigZ h5 ‘ Helix Ballnose

L FRCHBAESEP102 See page 102 for guidelines to icons
L
Ordgg%_ﬁg%(bde L . = L d Fig;:Is No. S%)?c?k

SH300-B4-02003-H 2 1 3 50 4 1 @)
SH300-B4-62003-H 2 1 3 50 6 1 ¢
SH300-B4-03005-H 3 1.5 4.5 50 4 1 ¢
SH300-B4-63005-H 4 2 4.5 50 6 1 ¢
SH300-B4-64006-H 4 2 6 50 6 1 ¢
SH300-B4-05008-H 5 2.5 7.5 50 6 1 [e)
SH300-B4-06009-H 6 3 9 50 6 2 (]
SH300-B4-08012-H 8 4 12 60 8 2 ¢
SH300-B4-10015-H 10 5 15 75 10 2 @)
SH300-B4-12018-H 12 6 18 75 12 2 @)

;%;%gﬁv?i%ﬁle upon Order R AZTol

R<3 +0.005

R>3 +0.007

&{iunit (mm)

T 4#4%} Workpiece Material

1234 5 6 1 2 34
pas
B P PHIS B/ DERAA P P PN
Carbon Steel,Alloy Alloy Steel,Tool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRC) (45-55HRC) (55-60HRC) (>60HRO)
O O © ©

OfER Most Suitable o J&& Suitable

RIS w p325

Cutting Parameters




#E | Mould Industry GESAC

ATIRARERSL
4 Flute Ballnose, with Long Shank Length

[

h— =] U

#RICIHBEIES%EP102TT  See page 102 for guidelines to icons
} Lc
Ordggﬁ-%Code = i Le L d Fige% No. S%)Tc%k

SH300-BH4-02003-H 2 1 3 60 4 1 @)
SH300-BH4-62003-H 2 1 3 60 6 1 ¢)
SH300-BH4-03005-H 3 1.5 4.5 60 4 1 @)
SH300-BH4-63005-H 3 1.5 4.5 60 6 1 ¢)
SH300-BH4-64006-H 4 2 6 60 6 1 ¢)
SH300-BH4-05008-H 5 2.5 7.5 60 6 1 ¢)
SH300-BH4-06009-H 6 3 9 75 6 2 [ ]
SH300-BH4-08012-H 8 4 12 75 8 2 ¢)
SH300-BH4-10015-H 10 5 15 100 10 2 ¢)
SH300-BH4-12018-H 12 6 18 100 12 2 )

:%;%gﬁvztﬂc:tﬁe upon Order R ]

R<3 +0.005

R>3 +0.007

Ffizunit (mm)

T4#4%} Workpiece Material

1234 5 6 1 2 34
=3 Py Pay
B P . PHS SR/ DEEA i e i
Carbon Steel,Alloy Alloy SteelTool PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 HRC) Steel(<48HRC) (<35HRO) (45-35HRO (55-60HRQ) (> 60HRO
O O © ©

OF&ER Most Suitable o 1&& Suitable

HEFIRIS#0K P325




GESAC

Mould Industry

| &RE

SH300-BN4-H

AR EL

4 Flute Ballnose, with Reduced Neck

) Q

BI — } oS Fig1 T
[N 2
L1
L
-G s maz|a “ m
e R S e S
c FRCHEESEP102IT S 102 for guidelines to i
LLlL—. 15ARIE W See page or guidelines to icons
L
TS Es 7
Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN4-02006-H 2 1 3 1.9 6 50 4 1
SH300-BN4-62006-H 2 1 3 1.9 6 50 6 1 @)
SH300-BN4-02508-H 2.5 1.25 4 2.38 7.5 50 4 1 @)
SH300-BN4-62508-H 2.5 1.25 4 2.38 7.5 50 6 1 @)
SH300-BN4-03009-H 3 1.5 4.5 29 9 60 4 1 @)
SH300-BN4-63009-H g 1.5 4.5 29 9 60 6 1 @)
SH300-BN4-04012-H 4 2 6 39 12 75 4 2 ()
SH300-BN4-64012-H 4 2 6 3.9 12 75 6 1 o)
SH300-BN4-05015-H 5 2.5 7.5 47 15 75 6 1 0
SH300-BN4-06018-H 6 3 9 5.7 18 75 6 2 o)
SH300-BN4-08024-H 8 4 12 7.6 24 100 8 2 0
SH300-BN4-10030-H 10 5 15 9.5 30 100 10 2 o)
SH300-BN4-12036-H 12 6 18 11.5 36 120 12 2 0
otfEETF Stock
OZEFRSE Available upon Order R KETol
R<3 +0.005
R>3 +0.007
&1itunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
N, 52N aeil e & &
< PHS R/ S ERIANN TRHEEN TRHEEN FBESN
Carb(;n3§t|:ZICz\II0y Afﬁ)i/HSigléfTFoLI PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
Steel(<35 I-iRC) Steel(s48|-’|RC) (< 35HRC) (45-55HRC) (55-60HRC) (> 60HRC)
O O © ©

OfEA Most Suitable

RIS 0K P325

O J&& Suitable
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¥E | Mould Industry GESAC

FH200-R4-H

AT)Efk
4 Flute, Corner Radius

e [
L
e =] L
B Lic | FREBBEESEP102  See page 102 for guidelines to icons
L
Ordgﬂ:%%(liode = = r d2 L1 L d Fige% No. S%)?c%k
FH200-R4-01002-H 1 1 0.2 0.95 2 50 4 1 @)
FH200-R4-01505-H 1.5 1.5 0.5 1.45 3 50 4 1 @)
FH200-R4-02005-H 2 2 0.5 1.9 4 50 6 1 @)
FH200-R4-03005-H 3 3 0.5 29 6 50 6 1 @)
FH200-R4-04005-H 4 4 0.5 3.8 8 60 6 1 °
FH200-R4-05005-H 5 5 0.5 4.7 10 60 6 1 @)
FH200-R4-05010-H 5 5 1 4.7 10 60 6 1 @)
FH200-R4-06003-H 6 6 0.3 5.7 12 60 6 2 @)
FH200-R4-06005-H 6 6 0.5 5.7 12 60 6 2 ®
FH200-R4-06010-H 6 6 1 5.7 12 60 6 2 @)
FH200-R4-06015-H 6 6 1.5 5.7 12 60 6 2 @)
;ﬁ%;;%gﬁitigﬂ(le upon Order D Aol
bs5 o1
D>5 Bo1s

BAfi7unit (mm)

T1444%} Workpiece Material

1234 5 6 1 2 34
2 P pa . s —

Bm aew abrom PHSEER(/DEAN P P P
Alloy Steel ! (35—XBHRC) PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) Steel(48HRCLLT) (<35HRCQ) (45-55HRC) (55-60HRC) (>60HRC)

© © © ©

OF&ER Most Suitable o 1&& Suitable

HEFIRIS#0X P326




GESAC

Mould Industry | 1&E

FH200-R4-H

ATEfk

4 Flute, Corner Radius

_

| |
N - - ‘ T =l 19
Lcu L*
L
% <, 1 o
=0~ UL
EJ 7]7 e — — 3 Fig2 hS l‘ Helix
LL IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L1
L ) &80 Continue
UgES ES EF
Orderi@ Code = Le r d2 L1 L d Figure No. Stock
FH200-R4-08003-H 8 8 0.3 7.6 16 60 8 2 @)
FH200-R4-08005-H 8 8 0.5 7.6 16 60 8 2 O
FH200-R4-08010-H 8 8 1 7.6 16 60 8 2 [ ]
FH200-R4-08020-H 8 8 2 7.6 16 60 8 2 (@)
FH200-R4-10005-H 10 10 0.5 9.5 20 75 10 2 @)
FH200-R4-10010-H 10 10 1 9.5 20 75 10 2 [
FH200-R4-10020-H 10 10 2 9.5 20 75 10 2 @)
FH200-R4-12005-H 12 12 0.5 11.5 24 75 12 2 (@)
FH200-R4-12010-H 12 12 1 11.5 24 75 12 2 @)
FH200-R4-12020-H 12 12 2 11.5 24 75 12 2 (@)
FH200-R4-12030-H 12 12 3 11.5 24 75 12 2 @)
otnfEEEfFStock o
oEFizEAvailable upon Order D AO§TO|
D<5 -0.01
b>5 Bois
Bfzunit (mm)
T 4#4%} Workpiece Material
1234 5 6 1 2 34
Bm 2Ew A PHIS SR/ DA P PR e
Alloy Steel ! (35—ZBHRC) PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
(<35HRC) Steel(48HRCLLT) (<35HRC) (45-55HRC) (55-60HRC) (>60HRC)
© © © ©

OfEA Most Suitable

RIS X P326

O J&& Suitable
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s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

¥E | Mould Industry GESAC

FH200-RN4-H

ARk
4 Flute Corner Radius, with Reduced Neck

| Bé(/ 4 .
3 - ] + P Al Fig1 -

Lc L*

L1

I Bl L
SHANK TIAICSIN
g = a Fig2 l‘ - m

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

LC
L1

RS BS 7
Orderin)\g Code D = r d2 L1 L d Figure No. Stock
FH200-RN4-08005-H 8 8 0.5 7.6 24 75 8 2 o)
FH200-RN4-08005E-H 8 8 0.5 7.6 24 100 8 2 @)
FH200-RN4-08010-H 8 8 1 7.6 24 75 8 2 o)
FH200-RN4-08010E-H 8 8 1 7.6 24 100 8 2 o)
FH200-RN4-08020-H 8 8 2 7.6 24 75 8 2 o)
FH200-RN4-08020E-H 8 8 2 7.6 24 100 8 2 o)
FH200-RN4-10005-H 10 10 0.5 9.5 30 100 10 2 o)
FH200-RN4-10010-H 10 10 1 9.5 30 100 10 2 o)
FH200-RN4-10020-H 10 10 2 9.5 30 100 10 2 o)
FH200-RN4-12005-H 12 12 0.5 11.5 36 100 12 2 o)
FH200-RN4-12010-H 12 12 1 115 36 100 12 2 o)
FH200-RN4-12010E-H 12 12 1 11.5 36 120 12 2 o)
FH200-RN4-12020-H 12 12 2 11.5 36 100 12 2 o)
FH200-RN4-12020E-H 12 12 2 11.5 36 120 12 2 o)
FH200-RN4-12030-H 12 12 3 115 36 100 12 2 o)
FH200-RN4-12030E-H 12 12 3 11.5 36 120 12 2 o)
ofRAERETEStock N
oEFfizEAvailable upon Order D ‘*OﬁTOI
b<sh -0.01
0>5 Qois
BAfizunit (mm)
T/4#1%l Workpiece Material
1234 5 6 1 2 34
Bm aew abrom PHSEZE(/ D ECI P P i
Alloy Steel ' (35—ZSHRC) PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) Steel(48HRCLLT) (< 35HRC) (45-55HRQ) (55-60HRC) (>60HRC)
© © © ©

OF&ER Most Suitable o 1&& Suitable

HETHISS 5 p326

Cutting Parameters

246



GESAC Mould Industry | #HE
60 ERk
6 Flute, Corner Radius
o < ——
— .
) } R Fig1
Lc
‘ o
: =Ry L L
hS Helix
IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
iTRs = EF
Ordering Code = £ r d2 L1 - d Figure No. Stock
FH200-R6-06004-H 6 5 0.375 5.5 18 60 6 [ ]
FH200-R6-08005-H 8 7 0.5 7.5 24 75 8 [ ]
FH200-R6-10006-H 10 8 0.625 9.5 30 90 10 [ ]
FH200-R6-12008-H 12 10 0.75 11.5 36 100 12 (]
FH200-R6-16010-H 16 14 1 15.5 48 110 16 ¢
FH200-R6-20013-H 20 18 1.25 19.5 60 125 20 @)
oFERETE Stock NETol
oZEFHZE Available upon Order D ~ETo
<20 | 383
{iunit (mm)
T4 Workpiece Material
1234 5 6 1 2 34
Hom, BEw o PHIS B/ DA P P P
Alloy Steel ! (35—X8HRC) PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) Steel(48HRCLLT) (< 35HRQ) (45-55HRQ) (55-60HRC) (>60HRC)
© © © ©

OfEA Most Suitable

RIS w p327

Cutting Parameters

O I1&H Suitable




#E | Mould Industry GESAC

FH200-RH6-H

6 ] KMREIAk
6 Flute Corner Radius, with long shank length

¥ <
5

ey, —
L1 - i i .
| (R ol

FRCIBEESEP102IT  See page 102 for guidelines to icons

Ordg%—ﬁg%Code = Le r d2 L1 L d Figt%?_No‘ S{ﬁf—k
FH200-RH6-06004-H 6 5 0.375 5.5 18 100 6 1 o)
FH200-RH6-08005-H 8 7 0.5 7.5 24 100 8 1 o)
FH200-RH6-10006-H 10 8 0.625 9.5 30 120 10 1 o)
FH200-RH6-12008-H 12 10 0.75 11.5 36 120 12 1 o)
FH200-RH6-16010-H 16 14 1 15.5 48 150 16 1 o)
FH200-RH6-20013-H 20 18 1.25 19.5 60 150 20 1 o)

;g;%gﬁv?i%ctﬁe upon Order D AZTol
D<20 | 53

Bfiunit (mm)

T#4%} Workpiece Material

1234 5 6 1 2 34
% = _— o o
Bm aew o PHISS B/ DR/ s PR PN
Alloy Steel ! (35-%8HRC) PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
(<35HRC) Steel(48HRCLLT) (< 35HRC) (45-55HRCQ) (55-60HRC) (> 60HRC)
© © © ©

OF&ER Most Suitable o 1&& Suitable

HEHTHISE 5 p327

Cutting Parameters




GESAC Mould Industry | #HE
67 INE AL
6 Flute Corner Radius, with reduced neck
Y <
. } e A Figl ~Shi
Lc
‘ o
: <Ry oS L
hS Helix
IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
i8S ES EfF
Ordering Code = = r d2 L1 L d Figure No. Stock
FH200-RN6-06004-H 6 5 0.375 5.5 24 100 6 1 @)
FH200-RN6-08005-H 8 7 0.5 7.5 32 100 8 1 O
FH200-RN6-10006-H 10 8 0.625 9.5 40 120 10 1 o
FH200-RN6-12008-H 12 10 0.75 11.5 48 120 12 1 o
FH200-RN6-16010-H 16 14 1 15.5 64 150 16 1 (e}
FH200-RN6-20013-H 20 18 1.25 19.5 80 150 20 1 O
oiRtEEEF Stock D AETol
oZEFRIE Available upon Order KZETo
o<n_ | 494
&fiunit (mm)
T4 Workpiece Material
1234 5 6 1 2 34
Hom, BEw o PHIS B/ DA P P P
Alloy Steel ! (35—X8HRC) PH, Ferrite, Martensite Steel Hardened Steel Hardened Steel Hardened Steel
(< 35HRC) Steel(48HRCLLT) (< 35HRQ) (45-55HRC) (55-60HRC) (>60HRC)
© © © ©

OfEA Most Suitable

RIS w p327

Cutting Parameters

O I1&H Suitable




¥E | Mould Industry GESAC

$SG200-S2

270k
2 Flute, Standard Length

S —~ — o} Figr _— = 7

e~ =@ HL U

. ‘ Lc TREREESEP1025 See page 102 for guidelines to icons
Ordgg%%Code = = L d Figt%;% No. S%j?k
SG200-S2-00401 0.4 0.8 50 4 1 o
SG200-S2-00802 0.8 2 50 4 1 o
SG200-S2-01003 1 3 50 4 1 [
SG200-S2-01504 1.5 4 50 4 1 @)
S$G200-S2-02006 2 6 50 4 1 o
SG200-S2-02008 2 8 75 4 1 [
SG200-S2-03009 3 9 50 4 1 e}
SG200-S2-03012 3 12 75 4 1 ¢}
SG200-S2-63009 3 9 50 6 1 o
SG200-S2-04011 4 11 50 4 2 [ J
:%;%gﬁz%ctﬁe upon Order DZ6 %\;{i?l
6<D<12 ,8:03

Bfizunit (mm)

T#4%} Workpiece Material

1234 5 123 123 123 4 5
R, 52 e P
(<35HRC) (48HRCLAF) Stainless 2273 a5 Was as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
(@) (@) ©

OFRIES Most Suitable  © && Suitable

HEHTHISH 5 p329

Cutting Parameters




GESAC Mould Industry | #&E

$G200-S2

2703k
2 Flute, Standard Length

. — — o} Figt _—

=== ~ =@l ULl

. ‘ Lc FRCHERESEP1020T  See page 102 for guidelines to icons
Ord;;E%%%Code = Le L d Figtigrt?'_ No. S%)Tg_—k
SG200-S2-04016 4 16 75 4 2 ¢)
SG200-S2-64011 4 11 50 6 1 ¢)
S$G200-S2-05013 5 13 50 6 1 [ ]
SG200-S2-05020 5 20 100 6 1 0)
SG200-S2-06016 6 16 50 6 2 [ ]
SG200-S2-06025 6 25 100 6 2 (]
SG200-52-08020 8 20 60 8 2 [ ]
SG200-S2-10025 10 25 75 10 2 0)
SG200-S2-12030 12 30 75 12 2 @)
;%;%gﬁsati%ﬁe upon Order DZG /2)%010[
6<D<12 ,8:03

BAfizunit (mm)

T#4%} Workpiece Material

1234 5 123 123 123 4 5
BN, A2 aeil
(< 35HRC) (48HRCLAT) ngﬁ?; s {7273 2y EE=r as
Carbon Steel,Alloy Alloy Steel,Tool Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel 4 PP 4 P
Steel(<35 HRC) Steel(<48HRC)
O O ©

OF&ER Most Suitable o 1&& Suitable

HEEFIHISE w p329g

Cutting Parameters




¥E | Mould Industry GESAC

S$SG200-SN2

PUILSRES
2 Flute, with Reduced Neck

QU]
0|

3 - = EI Figl %
[ Lc
L1
L
: =@ "
GRS
| i
751 - %}[ Fig2 16 m
W Lc tRCIHBBES%EP102TT  See page 102 for guidelines to icons
L
RS ES 7
Ordering Code = £ d2 L1 L d Figure No.| Stock
SG200-SN2-01005 1 3 0.95 5 50 4 1 O
SG200-SN2-01020 1 3 0.95 20 60 4 1 O
SG200-SN2-01510 1.5 6 1.44 10 50 4 1 e}
SG200-SN2-01520 1.5 6 1.44 20 60 4 1 e}
SG200-SN2-02015 2 8 1.92 15 50 4 1 [ J
SG200-SN2-02020 2 8 1.92 20 50 4 1 [ )
SG200-SN2-02030 2 8 1.92 30 75 4 1 e}
SG200-SN2-03015 3 12 2.9 15 50 4 1 O
SG200-SN2-03030 3 12 29 30 75 4 1 O
SG200-SN2-04020 4 16 39 20 50 4 2 O
[ 2 /_\;ﬁﬁﬁstOCk I\
oFETEAvailable upon Order D L\OETO{
<6 -0.02
6<p<12 | o3
Bf7unit (mm)
T/4#4#} Workpiece Material
1234 5 123 123 123 4 5
BN, BEW &em i
(<35HRC) (48HRCLLTF) Stainless 2278 AE E=E as
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
(@) @) ©

OFRIES Most Suitable  © && Suitable

HEHTHISH 5 p329

Cutting Parameters




GESAC Mould Industry | &8

SG200-SN2

PUILSEES
2 Flute, with Reduced Neck

ke

.= - - Fig? —_—
v

E=—Fr= =@~ HL Ui

1 Lc IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L
RS BsS FF
Ordering Code = Le d2 L1 L d Figure No.| Stock
SG200-SN2-04025 4 16 39 25 75 4 2 o
SG200-SN2-04040 4 16 39 40 75 4 2 o
SG200-SN2-05030 5 20 49 30 75 6 1 o
SG200-SN2-06030 6 24 59 30 75 6 2 [ ]
SG200-SN2-06040 6 24 59 40 75 6 2 o
SG200-SN2-08040 8 25 7.9 40 100 8 2 [ ]
SG200-SN2-10040 10 25 9.8 40 100 10 2 [ ]
SG200-SN2-12040 12 25 11.8 40 100 12 2 @)
SG200-SN2-12060 12 25 11.8 60 100 12 2 @]
oiREEETEStock N
oFEFiEAvailable upon Order D L\OETO{
b<6 -0.02
6<p<12 | o3
Bf7unit (mm)
T#4%} Workpiece Material
1234 5 123 123 123 4 5
BN, A2 aeil TR
(< 35HRQ) (48HRCLAT) Stainless {25373 AE fHas fas
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC) ee
@) O ©

OfRIER Most Suitable  © && Suitable

HEEFIHISE w p329g

Cutting Parameters




#E | Mould Industry GESAC

3733k
3 Flute, Standard Length

9 - el —_— =

] — o =i o] L U

Lc tRCIHBBES%EP102TT  See page 102 for guidelines to icons
L
Ordg%‘%&ode = L L d FigLiEr;:I=I5 No. Stﬁoac?k
SG200-S3-01003 1 3 50 4 1 e}
SG200-S3-01504 1.5 4 50 4 1 [
SG200-S3-01506 15 6 60 4 1 ¢}
SG200-S3-02006 2 6 50 4 1 e}
SG200-S3-02010 2 10 60 4 1 e}
SG200-S3-03009 3 9 50 4 1 [
S$G200-S3-03015 3 15 60 4 1 e}
SG200-S3-63009 3 9 50 6 1 ¢}
SG200-S3-04011 4 11 50 4 2 e}
SG200-S3-04020 4 20 75 4 2 e}
Z%\;%ggﬁﬁiti%cg(le upon Order DZG /_LE()%OZOI
6<D<12 ,8:03

BAfizunit (mm)

T/4#4#} Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
iR, 52l A& T
(<35HRC) (48HRCLATF) Stainless 7S A5 maE as
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

Steel(<35 HRC) Steel(<48HRC)

(@) O ©

OfRIES Most Suitable  © i&#& Suitable

HEHTHISH 5 p329

Cutting Parameters




GESAC Mould Industry | &8

$G200-S3

3Pk
3 Flute, Standard Length

'c) - %—E{ Fig1 p————

tl _ E Fig2 EMQEE

Le TNCIHBEESEP1025  See page 102 for guidelines to icons
L
Ordggﬁg%(bde = = L d Fig;:Is No. S%)?c?k
SG200-S3-64011 4 11 50 6 1 e}
S$G200-S3-05013 5 13 50 6 1 )
S$G200-S3-06016 6 16 50 6 2 0)
SG200-S3-06018 6 18 75 6 2 o
SG200-S3-06025 6 25 100 6 2 [
SG200-S3-08020 8 20 60 8 2 )
SG200-S3-08035 8 35 100 8 2 )
SG200-S3-10025 10 25 75 10 2 O
SG200-S3-10040 10 40 100 10 2 [
SG200-S3-12030 12 30 75 12 2 (e}
:t%%gﬁzti&ctﬁe upon Order DZ6 /_L:())EO;OI
6<D<12 ,8:03

Bfi7unit (mm)

T#4%} Workpiece Material

1234 5 123 123 123 4 5
by Pas Pas
B, ASH B i N N
(<35HRQ) (48HRCLLF) Stainless 7S A5 wEE A=
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
@) @) ©

OFRIES Most Suitable o 1&& Suitable

HEEFIHISE w p329g

Cutting Parameters




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

#E | Mould Industry

GESAC

473k
4 Flute, Standard Length

~ L |
L
E—e E =t L
) L IFCHIBREEPI02R See page 102 for guidelines to icons
Ordggﬁ%lcode = Le L d Fig(?No. S%)??k
SG200-S4-02006 2 6 50 4 1 [
SG200-S4-02010 2 10 60 4 1 [ J
SG200-S4-03009 3 9 50 4 1 [
SG200-S4-03015 3 15 60 4 1 [
SG200-S4-63009 3 9 50 6 1 o
SG200-S4-04011 4 11 50 4 2 [
SG200-S4-04020 4 20 75 4 2 [
SG200-S4-64011 4 11 50 6 1 [
SG200-S4-05013 5 13 50 6 1 o
SG200-S4-06016 6 16 50 6 2 [
SG200-S4-06025 6 25 100 6 2 [
SG200-S4-08020 8 20 60 8 2 [ J
SG200-S4-08025 8 25 100 8 2 [
SG200-S4-10025 10 25 75 10 2 [
SG200-S4-10040 10 40 100 10 2 [
SG200-S4-12030 12 30 75 12 2 o
SG200-S4-12045 12 45 100 12 2 [
;%;%gﬁ:ggle upon Order @Oﬁm
-0.02
6<p<12 | Qo3
B funit (mm)
T /4415 Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
B, BSH A5 i ]
(<35HRC) (48HRCLATF) Stainless 7S #BE maE fss
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
(@) O ©

OFRIES Most Suitable

HEETHISH % p329

Cutting Parameters

256

o J1&& Suitable



GESAC Mould Industry | #&E

S$G200-R2

2] Bk

2 Flute, Corner Radius

< - = ﬁ Fig1 .

- - — &01 Fig2 EM%&EE

‘ Le [ FRCIHBAIESEP102IT  See page 102 for guidelines to icons
L I —
1T5S ES 7
OrderinJ\g Code = Le r L d Figure No.|  Stock
SG200-R2-01002 1 2 0.2 60 4 1 O
SG200-R2-01503 1.5 3 0.3 60 4 1 O
SG200-R2-02002 2 35 0.2 50 4 1 [
SG200-R2-02005 2 35 0.5 60 4 1 o)
SG200-R2-03002 3 4 0.2 50 4 1 o}
SG200-R2-03010 3 4 1 75 4 1 o
SG200-R2-04002 4 5 0.2 75 4 2 [
SG200-R2-04005 4 5 0.5 50 4 2 ([
SG200-R2-04010 4 5 1 75 4 2 o)
SG200-R2-05002 5 6 0.2 100 6 1 ¢)
SG200-R2-05005 5 6 0.5 50 6 1 O
SG200-R2-06002 6 7 0.2 100 6 2 o
otmEEEETEStock N
oFEFliEAvailable upon Order D /_\OETOI
D<6 -0.02
6<p<12 | Qo3
Bfifunit (mm)
T 4+4%} Workpiece Material
1234 5 123 123 123 4 5
N, A2 Aei TR
(<35HRQ) (48HRCLAF) Stainless 7S BE REE as=
Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
O @) ©
OFRIES Most Suitable o 1&& Suitable

HEETHISE 5 p329g

Cutting Parameters

257
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¥E | Mould Industry GESAC

$G200-R2

2Rk

2 Flute, Corner Radius

© - - “of Figl ———

< m
° - S o 2 LSRR

FRCIBEESEP102IT  See page 102 for guidelines to icons

Ord;?nﬁ;%code = ke r L ¢ FigLiErZeI=I5 No. S{ﬁf—k
SG200-R2-06003 6 16 0.3 50 6 2 o
SG200-R2-06005 6 16 0.5 50 6 2 o
$G200-R2-06010 6 7 1 100 6 2 [
SG200-R2-08005 8 20 0.5 60 8 2 o}
$G200-R2-08010 8 20 1 60 8 2 o
SG200-R2-10005 10 25 0.5 75 10 2 °
SG200-R2-10010 10 25 1 75 10 2 o}
SG200- R2-10015 10 25 15 75 10 2 o
SG200-R2-12005 12 30 0.5 75 12 2 o
SG200-R2-12010 12 30 1 75 12 2 o
SG200- R2-12015 12 30 1.5 75 12 2 @)

;%;%gﬁ?i&cgle upon Order Dz6 /_L:())f:)l
6<p<12 | Qo3

Bfi7unit (mm)

T {4548 Workpiece Material

1234 5 123 123 123 4 5
isRG. | ueHRem o % EES Bas AE
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

Steel(<35 HRC) Steel(<48HRC)
O O ©

OFRIES Most Suitable  © &S Suitable

HEHTHISH 5 p329

Cutting Parameters




GESAC Mould Industry | &EE

S$SG200-RN2

2T H<INREIBk
2 Flute, Corner Radius, with Reduced Neck

QU]

E — - “E\“i%: Fot _—

Lc
L1
L
- =lo[- [T ULlu
75{ H _ _ H _ ,é[ FigZ hé Helix
Lc FRCIHBAIESEP102IT  See page 102 for guidelines to icons
L [
TS =55 25
Ordering Code = = r d2 L1 L d Figure No. Stock
SG200-RN2-01001 1 2 0.1 0.96 5 60 4 1 (@]
SG200-RN2-01002 1 2 0.2 0.96 5 60 4 1 (@)
SG200-RN2-01501 1.5 3 0.1 1.44 5 60 4 1 (@)
SG200-RN2-01502 1.5 3 0.2 1.44 5 60 4 1 [ )
SG200-RN2-01503 1.5 3 0.3 1.44 5 60 4 1 (@)
SG200-RN2-02002 2 35 0.2 1.92 6 50 4 1 o
SG200-RN2-02003 2 35 0.3 1.92 6 50 4 1 @)
SG200-RN2-02005 2 3.5 0.5 1.92 6 50 4 1 o
SG200-RN2-03002 3 0.2 29 10 50 4 1 (@)
SG200-RN2-03003 3 0.3 29 10 50 4 1 (@)
o ETEStock N
oFEFEAvailable upon Order E L\OiTOI
D<6 -0.02
6<0<12 | o3

BAfi7unit (mm)

T#4%} Workpiece Material

1234 5 123 123 123 4 5
by Pas Pas
B, ASH B i N N
(<35HRQ) (48HRCLLF) Stainless 7S A5 wEE A=
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
@) @) ©

OF&ER Most Suitable o 1&& Suitable

HEEFIHISE w p329g

Cutting Parameters




¥E | Mould Industry GESAC

S$SG200-RN2

PYRESEE)=EDS
2 Flute Corner Radius, with Reduced Neck

QU]

ke <
EA. Cm———
75[ — — X L?Iét Fig1
L1
L
T’ = @) 5] L L [
=1 = —
Lc HRCHBEIES#EP102  See page 102 for guidelines to icons
L L1
URs Es EF
Ordering Code = Le r d2 L1 L d Figure No. Stock
SG200-RN2-03005 3 4 0.5 29 10 50 4 1 O
SG200-RN2-03010 3 4 1 2.95 10 75 4 1 O
SG200-RN2-04002 4 5 0.2 39 15 50 4 2 e}
SG200-RN2-04005 4 5 0.5 39 15 50 4 2 [ )
SG200-RN2-04010 4 5 1 39 15 50 4 2 e}
SG200-RN2-05002 5 6 0.2 4.9 15 60 6 1 )
SG200-RN2-05005 5 6 0.5 4.9 15 60 6 1 O
SG200-RN2-06002 6 7 0.2 5.9 20 60 6 2 O
SG200-RN2-06005 6 7 0.5 5.9 20 60 6 2 [ )
SG200-RN2-06010 6 7 1 5.9 20 60 6 2 O
ot ERETEStock I\
o%%miEAvailable upon Order & L\O%TOI
D<6 -0.02
6<p<12 | Q43
Bfi7unit (mm)
T14#4%} Workpiece Material
1234 5 123 123 123 4 5
N, A2l aeil TREEN
(<35HRC) (48HRCLATF) Stainless 2278 =) BEE Pt
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC) ee
O O ©

OfEA Most Suitable o J&& Suitable

HEHTHISH 5 p329

Cutting Parameters




GESAC

Mould Industry

| &RE

SG200-R4

ARk

4 Flute, Corner Radius

]

L

Fig1

Fig2

—

= oS UL

IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons

Ordgri‘%%lcode = Le r L d Figur;g_No. S%)?c?k
SG200-R4-02002 2 35 0.2 50 4 1 [ J
SG200-R4-02005 2 3.5 0.5 60 4 1
SG200-R4-03002 3 4 0.2 50 4 1 o
SG200-R4-03005 3 4 0.5 75 4 1 o
SG200-R4-03010 3 4 1 75 4 1 o
SG200-R4-04002 4 6 0.2 50 4 2 [ J
SG200-R4-04010 4 6 1 50 4 2 [ J
SG200-R4-05003 5 7 0.3 50 6 1 o
SG200-R4-06005 6 9 0.5 50 6 2 [ J
SG200-R4-06010 6 9 1 50 6 2 o
SG200-R4-08005 8 12 0.5 60 8 2 o
SG200-R4-08010 8 12 1 60 8 2 o
SG200-R4-10005 10 15 0.5 75 10 2 [ J
SG200-R4-10010 10 15 1 75 10 2 o
SG200-R4-12005 12 18 0.5 75 12 2 o
SG200-R4-12010 12 18 1 75 12 2 o

:%%;%gﬁ?igcgle upon Order DZ6 ?;im
6<D<12 S0
Bfiunit (mm)
T{4#1%} Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
N, A2l S@il\ﬂ TR
(<35HRQ) (48HRCLLF) Stainless 7S 8BE wEE fas

Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite

Steel(<35 HRC) Steel(<48HRC)

@) O ©

OEI&ES Most Suitable

HEETHISE 5 p329g

Cutting Parameters

0 1&#& Suitable

261
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#E | Mould Industry GESAC

AT)IERk
4 Flute Corner Radius, with Reduced Neck

fF—- L[ﬁ Fig1
=—atefd iSRS [

o2
s

EL—“~ FRCIHIBIESEP102IT See page 102 for guidelines to icons
L
Ordgg%%lcode v Le r d2 L L d Fig:el=l5 No. S%)Tc?k
SG200-RN4-02002 2 35 0.2 1.92 6 50 4 1 e}
SG200-RN4-02003 2 35 0.3 1.92 30 60 4 1 o
SG200-RN4-02005 2 35 0.5 1.92 30 60 4 1 o
SG200-RN4-03002 3 4 0.2 2.9 10 50 4 1 o
SG200-RN4-03003 3 4 0.3 29 20 50 4 1 o
SG200-RN4-03005 3 4 0.5 2.9 20 75 4 1 )
SG200-RN4-03010 3 4 1 2.9 20 75 4 1 o
SG200-RN4-04002 4 6 0.2 39 20 75 4 2 [ J
SG200-RN4-04005 4 6 0.5 39 20 50 4 2 [ J
:i%%gﬁiti%ctﬁe upon Order DZ6 /_A:%i;)l
6<p<12 | Qs
Bfizunit (mm)
T/4#4#} Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
BN, A2 ﬁﬁ‘fﬂl TG

(<35HRQ) (48HRCLAF) Stainless 7S HEE AaE =]

Carbon Steel,Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
O O ©

OFRIES Most Suitable o 1&& Suitable

HEHTHISH 5 p329

Cutting Parameters




GESAC Mould Industry | &8

SG200-RN4

AT)ERk
4 Flute Corner Radius, with Reduced Neck

% <
—'\7 .
‘6:[: — J LE‘: Fig1 T T
L1
L
tosta =S L
] ST d e L o 2
“L“ RCIRBBEES%EP102T  See page 102 for guidelines to icons
L1
L
1J5HS ES EF
Ordering Code v Le r d2 L L d Figure No. Stock
SG200-RN4-04010 4 6 1 39 20 50 4 2 o
SG200-RN4-06005 6 9 0.5 59 25 80 6 2 [ J
SG200-RN4-06010 6 9 1 59 25 60 6 2 (@]
SG200-RN4-08005 8 12 0.5 7.9 30 100 8 2 [ J
SG200-RN4-08010 8 12 1 7.9 30 100 8 2 o
SG200-RN4-10005 10 15 0.5 9.8 45 100 10 2 o
SG200-RN4-10010 10 15 1 9.8 35 100 10 2 [ J
SG200-RN4-12005 12 18 0.5 11.8 40 100 12 2 [ J
SG200-RN4-12010 12 18 1 11.8 40 100 12 2 o
oRAERETFStock N
oFEFEAvailable upon Order 2 AoiTOl
p<6 -0.02
6<p<12 | Qo3
BAfJunit (mm)
T4 Workpiece Material
1234 5 123 123 123 4 5
N, A2 Aei TR
(<35HRC) (48HRCLAF) Stainless K 1= REE A%
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
O @) ©

OFRIES Most Suitable  © &S Suitable

HEEFIHISE w p329g

Cutting Parameters




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

¥E | Mould Industry GESAC

$G200-B2

27)8ksk
2 Flute, Ballnose

— =]

Le FRCHBBIESEP1025  See page 102 for guidelines to icons
L

Ordggﬁj%lcode = A - L d Figl%?No. S%)?c?k
SG200-B2-00502 0.5 0.25 2 50 4 1 o
SG200-B2-00602 0.6 0.3 2 50 4 1 o
SG200-B2-00803 0.8 04 3 50 4 1 o
SG200-B2-01002 1 0.5 2 50 4 1 [ )
SG200-B2-01503 15 0.75 3 50 4 1 o
SG200-B2-02004 2 1 4 50 4 1 [ )
SG200-B2-02006 2 1 6 60 4 1 [ )
SG200-B2-03006 3 15 6 50 4 1 o)
SG200-B2-03008 3 15 8 60 4 1 [ )
SG200-B2-04008 4 2 8 50 4 2 [ )
SG200-B2-04016 4 2 16 60 4 2 [
SG200-B2-05010 5 2.5 10 50 6 1 o)
SG200-B2-06012 6 3 12 50 6 2 [ )
SG200-B2-08014 8 4 14 60 8 2 [
SG200-B2-10018 10 5 18 75 10 2 o)
SG200-B2-12022 12 6 22 75 12 2 o)

;%%%gﬁitiloaﬂ(le upon Order P /AoiTOl
R<3 002
3<R<D2 Sos

BAfunit (mm)

T{4#44%} Workpiece Material

1234 5 123 123 123 4 5
] o o
o, | st o % 28 Bas AE
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
@) O ©

Of&ER Most Suitable o 1&& Suitable

HEETHISS % p330

Cutting Parameters

264



GESAC Mould Industry | &8

27]F kL
2 Flute Ballnose, with Reduced Neck

o <

b — ! 4 g e

; 0T U
s "
“e _ } — A Fig2 U-DIA Helix  }l Ballnose

o2

LLI-L_ IRCIHBBIEE%EP102IT  See page 102 for guidelines to icons
L
Ordeiz:%;%ICode = . Le d2 L1 L d Fige% No. S%j?k

SG200-BN2-00508 0.5 0.25 2 0.45 8 50 4 1 [ J
SG200-BN2-01010 1 0.5 3 0.95 10 50 4 1
SG200-BN2-01015 1 0.5 3 0.95 15 60 4 1 [ J
SG200-BN2-01020 1 0.5 3 0.95 20 60 4 1 O
SG200-BN2-01515 15 0.75 3 1.44 15 50 4 1 e}
SG200-BN2-02015 2 1 6 1.95 15 75 4 1 [}
SG200-BN2-02020 2 1 4 1.92 20 75 4 1 [ J
SG200-BN2-02030 2 1 6 1.92 30 75 4 1 o
SG200-BN2-03015 3 1.5 6 2.9 15 50 4 1 o
SG200-BN2-03020 3 1.5 6 2.9 20 75 4 1 [ J
SG200-BN2-04012 4 2 8 3.9 12 60 4 2 [ J
SG200-BN2-04020 4 2 8 3.9 20 60 4 2 o

;%%%gﬁ;&cl;e upon Order RZ3 ﬁi:ﬂ

3<r<12 | Qo3
Bfizunit (mm)
T#4%} Workpiece Material
P m | 3 N
1234 5 123 123 123 4 5
B, ASH A5 S
(< 35HRQ) (48HRCLAT) Stainless {25373 #HE fHas fE
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
O @) ©

OFRIES Most Suitable  © J&& Suitable

HEEIHISS w p33(

Cutting Parameters




s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

¥E | Mould Industry GESAC

S$SG200-BN2

LIS SS
2 Flute Ballnose, with Reduced Neck

o <y

u[ — R _ Fig1 %

7 - EJ LN
J TS Fig2 mm

de

JTL—C— FRCHBAESEP1020T See page 102 for guidelines to icons
L

Ordggﬁ%éode L . = d2 L1 L d Figl%?No. S%)?c?k
SG200-BN2-06018 6 3 12 5.9 18 75 6 2 o)
SG200-BN2-06025 6 3 16 5.9 25 75 6 2 (]
SG200-BN2-06030 6 3 12 5.9 30 75 6 2 o)
SG200-BN2-08024 8 4 14 79 24 100 8 2 o)
SG200-BN2-08030 8 4 20 79 30 100 8 2 (]
SG200-BN2-08040 8 4 14 7.9 40 100 8 2 ¢}
SG200-BN2-10030 10 5 18 9.8 30 100 10 2 o)
SG200-BN2-10040 10 5 22 9.8 40 100 10 2 (]
SG200-BN2-10050 10 5 18 9.8 50 100 10 2 o)
SG200-BN2-12035 12 6 22 11.8 35 100 12 2 o)
SG200-BN2-12050 12 6 22 11.8 50 100 12 2 o)

:%;%%ﬁiﬁ%cgle upon Order Rz3 /_Agi?l
3<R<12 | Q45

BAfZunit (mm)

T /4415 Workpiece Material

1234 5 123 123 123 4 5
iR, 52l A& T
(<35HRC) (48HRCLATF) Stainless 7S A5 maE as
Carbon Steel Alloy | Alloy Steel,Tool Steel Cast Iron Aluminium Alloys Copper Alloys Graphite
Steel(<35 HRC) Steel(<48HRC)
@) O ©

OF&ER Most Suitable  © 1&& Suitable

HEETHISS % p330

Cutting Parameters

266
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¥E | Mould Industry GESAC

IMEFRINT27)9-3L378%7]
2 Flute, Extended Neck-Square Endmill

MR Neck R #
N

|
o 4— — - - - — Nl
i

L1 Lc .
L .
ol L

FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

d

Ordering Code Mill L’J\‘neciir Flute | Neck | Overall | Shank |\ R |Interference Stock
Dia. Length Length | Dia. |Length| Dia. Angle 0.5° 1° 1.5° 20 3°
SPM200-SN2-0.1-0.3-V 0.3 14.39 031 033|035 037|040 o
SPM200-SN2-0.1-0.5-V 0.1 0.5 | 0.15 | 0.08 50 4 1 14.03 0.52 | 0.55 | 0.58 | 0.60 | 0.65 °
SPM200-SN2-0.1-1-V 1 13.22 105|109 | 113 | 118 | 1.27 °
SPM200-SN2-0.2-0.5-V 0.5 14.03 0.52 | 0.54 | 0.57 | 0.59 | 0.64 .
SPM200-SN2-0.2-1-V 1 13.20 104 | 108 | 1.12 | 1.16 | 1.26 .
SPM200-SN2-0.2-1.5-V 0.2 15 03 | 017 50 4 1 12.45 156 | 1.62 | 1.67 | 1.74 | 1.88 .
SPM200-SN2-0.2-2-V 2 11.79 2.08 | 215 | 223 | 231 | 250 .
SPM200-SN2-0.2-3-V 3 10.65 311|322 | 334 | 346 | 3.74 .
SPM200-SN2-0.3-1-V 1 13.06 106 | 112 | 118 | 1.23 | 1.33 .
SPM200-SN2-0.3-1.5-V 15 12.31 159 | 167 | 1.74 | 1.81 | 1.95 .
SPM200-SN2-0.3-2-V 0.3 2 045 | 0.27 50 4 2 11.65 212 | 221|229 | 238 | 257 .
SPM200-SN2-0.3-2.5-V 2.5 11.05 2.64 | 275 | 2.85 | 296 | 3.20 .
SPM200-SN2-0.3-3-V 3 10.51 316 | 3.28 | 340 | 3.53 | 3.82 .
SPM200-SN2-0.4-1-V 1 13.01 106 | 112 | 118 | 1.23 | 1.33 .
SPM200-SN2-0.4-1.5-V 15 12.25 159 | 167 | 1.74 | 1.81 | 1.95 .
SPM200-SN2-0.4-2-V 2 11.57 212 | 221 | 229 | 238 | 257 .
SPM200-SN2-0.4-2.5-V 2.5 10.97 264 | 275 | 2.85 | 296 | 3.20 .
SPM200-SN2-0.4-3-V 8 10.42 3.16 | 3.28 | 340 | 3.53 | 3.82 .
SPM200-SN2-0.4-3.5-V 04 35 06 | 037 50 4 2 9.92 3.68 | 3.82 | 3.96 | 4.11 | 444 .
SPM200-SN2-0.4-4-V 4 9.47 420 | 435 | 451 | 468 | 5.06 .
SPM200-SN2-0.4-5-V 5 8.68 524 | 542 | 562 | 583 | 6.30 .
SPM200-SN2-0.4-6-V 6 8.01 6.27 | 649 | 6.73 | 6.98 | 7.55 .
SPM200-SN2-0.4-8-V 8 6.94 834 | 863|894 |9.28 |10.03| e
SPM200-SN2-0.4-10-V 10 6.12 10.41(10.77 |11.16 | 11.58 | 1252| e
otERETEStock D AZETol

oFEFlixEAvailable upon Order
EIE p 0.1<D<05 | g7

0.6<D<09 | o

10<0<60 | 15

&fizunit (mm)

HEETHISE 5 p331

Cutting Parameters

268



GESAC Mould Industry | #&E

im0

Interference angle

IMEFRIN T2 7] 533785 T]
2 Flute, Extended Neck-Square Endmill

i il

BRGNS
© Draft arfg

15 ¥ 40 J R Detail of neck shape

N N N E mﬁgﬂm
Under Neck Length

FRCIHBEIESEP1025  See page 102 for guidelines to icons

) &8 Continue

Ordering Code Mill L'J\lnedc?(r Flute | Neck | Overall | Shank |\ R |Interference Stock

Dia. Length Length | Dia. |Length| Dia. Angle 0.5° 1° 15° 20 3°

SPM200-SN2-0.5-1-V 1 12.96 1.06 | 1.12 | 1.18 | 1.23 | 1.33 .
SPM200-SN2-0.5-1.5-V 1.5 12.19 159 | 167 | 1.74 | 1.81 | 1.95 .
SPM200-SN2-0.5-2-V 2 1150 | 212 (221|229 | 238|257 | e
SPM200-SN2-0.5-2.5-V 2.5 10.88 2.64 | 275 | 2.85 | 296 | 3.20 .
SPM200-SN2-0.5-3-V 3 10.33 3.16 | 3.28 | 340 | 3.53 | 3.82 .
SPM200-SN2-0.5-4-V 03 4 075 | 047 | 50 N 2 937 | 420 | 435|451 |468|506| e
SPM200-SN2-0.5-5-V 5 8.58 524 | 542 | 562 | 583 (630 e
SPM200-SN2-0.5-6-V 6 791 6.27 | 649 | 6.73 | 6.98 | 7.55 .
SPM200-SN2-0.5-8-V 8 6.84 8.34 | 863 | 894 | 9.28 |{10.03| e
SPM200-SN2-0.5-10-V 10 6.02 10.41(10.77 | 11.16|11.58 | 12.52| e
SPM200-SN2-0.6-2-V 2 1121 | 217 | 231 | 244 | 256 | 278 | e
SPM200-SN2-0.6-3-V 3 10.07 324 | 342 | 3.58 | 3.72 | 4.02 .
SPM200-SN2-0.6-4-V 4 9.13 430 | 451 | 469 | 4.87 | 5.26 .
SPM200-SN2-0.6-5-V 5 8.36 535 | 559 | 580 | 6.02 | 6.50 .
SPM200-SN2-0.6-6-V 0.6 6 0.9 0.57 50 4 4 7.70 640 | 6.67 | 691 | 717 | 7.75 .
SPM200-SN2-0.6-7-V 7 714 | 744 | 774|802 |832|899 | e
SPM200-SN2-0.6-8-V 8 6.66 849 | 881 | 9.12 | 947 [10.23| e
SPM200-SN2-0.6-9-V 9 6.23 9.53 | 9.88 {10.23|10.62|11.48| e
SPM200-SN2-0.6-10-V 10 5.86 10.57 11094 | 11.34|11.77 |12.72| e
SPM200-SN2-0.7-2-V 2 1113 | 217 | 231 | 244 | 256 | 278 | e
SPM200-SN2-0.7-4-V 4 9.02 430 | 451 | 469 | 487 | 5.26 .
SPM200-SN2-0.7-6-V 0.7 6 1.05 | 0.67 50 4 4 7.59 640 | 6.67 | 691 | 7.17 | 7.75 .
SPM200-SN2-0.7-8-V 8 6.54 849 | 881 | 912 | 947 |10.23| e
SPM200-SN2-0.7-10-V 10 575 |10.57[10.94|11.34|11.77|1272| e
eiREEETEStock D AETol

oFEFhEAvailable upon Order
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IMEFRINT27)9-3L378%7]
2 Flute, Extended Neck-Square Endmill

# R Neck R ~ #
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-
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FRCIHBFIESEP102IT See page 102 for guidelines to icons

) &&8i Continue

i 2 ” 2 7 5 XSRS AR B RETIS
N — oMz Itzlk DK | ]2 | 2K | Wi MR Figh The effective under-neck length for the
LIE’S D Lc d2 L d (5] various draft angles EF
Ordering Code Mill L’J\‘neciir Flute | Neck | Overall | Shank |\ R |Interference Stock
Dia. Length Length | Dia. |Length| Dia. Angle 0.5° 1° 1.5° 20 3°
SPM200-SN2-0.8-4-V 4 50 8.94 427 | 448 | 4.65 | 483 | 5.22 (]
SPM200-SN2-0.8-6-V 6 50 749 6.37 | 6.63 | 6.87 | 7.13 | 7.70 (]
SPM200-SN2-0.8-8-V 0.8 8 1.2 0.76 50 4 4 6.45 8.46 | 8.77 | 9.09 | 943 |10.19 (]
SPM200-SN2-0.8-10-V 10 50 5.65 10.54(10.91|11.30(11.73|12.68 (]
SPM200-SN2-0.8-12-V 12 55 5.04 12.61(13.05|13.52|14.03|15.16 °
SPM200-SN2-0.9-6-V 6 50 737 6.37 | 6.63 | 6.87 | 7.13 | 7.70 .
SPM200-SN2-0.9-8-V 8 50 6.33 846 | 877 | 9.09 | 943 |10.19 (]
0.9 1.35 | 0.86 4 4
SPM200-SN2-0.9-10-V 10 50 5.54 10.54(10.91|11.30(11.73|12.68 °
SPM200-SN2-0.9-12-V 12 55 493 12.61|13.05|13.52|14.03|15.16| e
SPM200-SN2-1-2-V 2 50 10.89 215 | 229 | 241 | 252 | 2.73 .
SPM200-SN2-1-3-V 3 50 9.68 321 | 3.39 | 3.54 | 3.68 | 3.98 .
SPM200-SN2-1-4-V 4 50 8.71 427 | 448 | 4.65 | 483 | 5.22 .
SPM200-SN2-1-5-V 5 50 791 532 | 556 | 5.76 | 598 | 6.46 .
SPM200-SN2-1-6-V 6 50 7.25 6.37 | 6.63 | 6.87 | 7.13 | 7.70 .
SPM200-SN2-1-7-V 7 50 6.69 741 | 7.7 | 798 | 828 | 8.95 .
SPM200-SN2-1-8-V 8 50 6.21 846 | 877 | 9.09 | 943 [10.19| e
1 1.5 0.96 4 4

SPM200-SN2-1-9-V 9 50 5.79 9.50 | 9.84 {10.19]10.58|11.43 .
SPM200-SN2-1-10-V 10 50 5.43 10.54|10.91|11.30(11.73|12.68| e
SPM200-SN2-1-12-V 12 55 4.82 12.61|13.05|13.5214.03|15.16| e
SPM200-SN2-1-14-V 14 55 4.34 14.67 |15.19|15.73 | 16.32 | 17.65 (]
SPM200-SN2-1-16-V 16 55 3.94 16.74|17.33|17.95|18.62|20.14| e
SPM200-SN2-1-20-V 20 60 333 20.88 | 21.6 [22.38|23.22 |25.11 (]
SPM200-SN2-1-25-V 25 65 2.79 26.05|26.95(27.93 | 28.97 - .
SPM200-SN2-1.2-6-V 1.2 6 1.8 1.15 50 4 4 7.01 635 | 66 | 684 | 7.09 | 7.67 .
oé)&%&ﬁsmck D RETol
oFEThxEAvailable upon Order 0.1<D<05 —8.007
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GESAC Mould Industry | #&E

SPM200-SN2

IMEFRIN T2 7] 533785 T]
2 Flute, Extended Neck-Square Endmill

im0

Interference angle

i il

BRGNS
© Draft arfg

15 ¥ 40 J R Detail of neck shape

. . . _ Ak _ 2 AlchIN m . E m
5 s t : [ o> &
Under Neck Length
FRCIBAES%EP1025T  See page 102 for guidelines to icons
) £&gi Continue
Fi 2 | = 2 ; 8 XY RARIE R G
57|‘/§ =X JJ'ILX Iﬁ é %‘L‘( *ﬁ é 20 :Fl"Lfﬁ The effecti der- Kk | th for th
TS D | L1 |7l a2 | L | d | R T e e g™ e
Ordering Code Mill L'J\‘neci(le(r Flute | Neck |Overall| Shank | \ock R Interference Stock
Dia. Length Length | Dia. |Length| Dia. Angle 0.5° 1° 1.5° 2° 3°
SPM200-SN2-1.2-8-V 8 50 597 843 | 874 | 9.05 | 939 |10.16| e
SPM200-SN2-1.2-10-V 12 10 18 115 50 4 4 5.20 10.51/10.88|11.27|11.69|12.64| e
SPM200-SN2-1.2-12-V ' 12 ' ' 55 4.61 12.58/13.02(13.49({13.99|15.13| e
SPM200-SN2-1.2-16-V 16 55 3.75 16.71| 17.3 |17.92|18.59|20.10| e
SPM200-SN2-1.4-6-V 6 50 6.74 6.33 | 6.57 | 6.81 | 7.07 | 7.64 .
1.4 2.1 1.34 4 4
SPM200-SN2-1.4-12-V 12 55 4.38 12.55/12.99(13.46|13.97|15.10| e
SPM200-SN2-1.5-4-V 4 50 8.08 424 | 443 | 459 | 477 | 5.15 )
SPM200-SN2-1.5-6-V 6 50 6.60 6.33 | 6.57 | 6.81 | 7.07 | 7.64 °
SPM200-SN2-1.5-8-V 8 50 5.58 841 | 871 (903|937 |1013| e
SPM200-SN2-1.5-10-V 10 50 4.83 10.4810.85|11.24 |11.67 | 12.61 .
SPM200-SN2-1.5-12-V 12 55 4.26 12.55[112.99|13.46|13.97 |15.10| e
SPM200-SN2-1.5-14-V 14 55 3.81 14.6215.1315.68 |16.26|17.58| e
SPM200-SN2-1.5-16-V 1.5 16 225 | 144 55 4 4 344 16.6917.2717.89|18.56 |20.07| e
SPM200-SN2-1.5-18-V 18 60 3.14 18.76 [ 19.4120.11 | 20.86 | 22.56 | e
SPM200-SN2-1.5-20-V 20 60 2.89 20.82|21.55|22.33|23.16| - .
SPM200-SN2-1.5-25-V 25 65 2.41 25.99| 26.9 | 27.87 |28.91 - .
SPM200-SN2-1.5-30-V 30 70 2.06 31.16(32.25|33.41 (3466 | - .
SPM200-SN2-1.5-35-V 35 75 1.80 36.33(37.59|38.95| - - .
SPM200-SN2-1.5-40-V 40 80 1.60 41.5042.94 14449 | - - .
SPM200-SN2-1.6-6-V 6 50 6.45 6.33 | 6.57 | 6.81 | 7.07 | 7.64 .
1.6 24 1.54 4 4
SPM200-SN2-1.6-8-V 8 50 5.43 841 | 871 |9.03 (937 |10.13| e
SPM200-SN2-1.8-6-V 6 50 6.14 6.31 | 655 | 6.79 | 7.04 | 7.61 .
1.8 2.7 1.73 4 4
SPM200-SN2-1.8-8-V 8 50 5.14 8.39 | 869 | 9.00 | 9.34 |10.10| e
SPM200-SN2-2-4-V 2 4 3 1.92 50 4 4 7.27 421 | 439 | 455 | 472 | 5.11 .
ol ETFStock D AZETol

oFEFEAvailable upon Order
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#E | Mould Industry

GESAC

SPM200-SN2

IMEFRINT27)9-3L378%7]
2 Flute, Extended Neck-Square Endmill

HUR Neck R ~ #
=5
S T

: - Qo3 HL [

FRCIHBFIESEP102IT See page 102 for guidelines to icons

) £Egi Continue

Ordering Code Ml | Neck | Flute | teck. | Overall ) Stiark | ecy [ Imgrerence T ——— S

Length 0.5 1 1.5 2 3

SPM200-SN2-2-6-V 6 50 5.81 630 | 653 | 677 | 7.02 | 759 | e
SPM200-SN2-2-8-V 8 50 483 | 838|867 |899 9321008 e
SPM200-SN2-2-10-V 10 50 414  |10.45|10.81|11.20|11.62|12.57| e
SPM200-SN2-2-12-V 12 55 362 |1251[12.95|13.42(13.92|15.05| e
SPM200-SN2-2-14-V 14 55 321  |14.58(15.09|15.64|16.22|17.54| e
SPM200-SN2-2-16-V 16 55 289 |16.65|17.23|17.85|1852| - .
SPM200-SN2-2-18-V 2 18 3 1192 | 60 4 4 2.63 |18.72]19.37|20.07|20.82| - .
SPM200-SN2-2-20-V 20 60 241 |20.78|21.51|22.28|23.12| - .
SPM200-SN2-2-25-V 25 65 199 |2595(26.86|27.83| - - .
SPM200-SN2-2-30-V 30 70 170 |31.12| 322 |3337| - . .
SPM200-SN2-2-35-V 35 75 148 |36.29(37.55| - - - .
SPM200-SN2-2-40-V 40 80 131 |4146| 429 | - = = .
SPM200-SN2-2-50-V 50 90 107 |51.79] 536 | - - - .
SPM200-SN2-2.5-8-V 8 50 395 | 835|864 895|929 |1004| e
SPM200-SN2-2.5-12-V 12 55 289 [1248[12.92|13.39|13.89| - .
SPM200-SN2-2.5-16-V 16 55 228 |1662| 17.2 |17.82|1849| - .
SPM200-SN2-2.5-20-V 25 | 20 | 375 | 24 | 60 4 4 188 |20.75(21.48|22.25| - - .
SPM200-SN2-2.5-30-V 30 70 131 |31.09(32.17| - . = .
SPM200-SN2-2.5-40-V 40 80 101 |41.43|4287| - - - .
SPM200-SN2-2.5-50-V 50 90 082 |51.76| - = = = .
SPM200-SN2-3-8-V 8 55 6.27 | 833862893926 1002 e
SPM200-SN2-3-12-V 12 60 486 |12.46| 12.9 |13.36/13.86|14.99| e
SPM200-SN2-3-16-V 3 16 45 | 288 60 6 4 397 |16.60(17.17|17.79|18.46|19.96| e
SPM200-SN2-3-20-V 20 65 335 [20.73[21.45|22.23|23.06(24.93| e
;%%,%%Eiﬁhe upon Order - /A\fw
01<D<05 | _§go7
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SPM200-SN2

IMEFRIN T2 7] 533785 T]
2 Flute, Extended Neck-Square Endmill
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Interference angle

i il

BRGNS
© Draft arfg

15 ¥ 40 J R Detail of neck shape

e =@ UL [

Under Neck Length
RCIRBBIES%EP1025T  See page 102 for guidelines to icons

) £&gi Continue

= | Fi - ’ - 8 XSRS FRRI AR
S oMz It-%x DK | J2 | 2K | #=2 MR T The effective under-neck length for the
lIm"a D Lc d2 L d 0 various draft angles EF
Ordering Code Mill L'J\lnedc?(r Flute | Neck | Overall | Shank |\ R | Interference Stock
Dia. Length Length | Dia. |Length| Dia. Angle 0.5° 1° 1.5° 2° 3°
SPM200-SN2-3-25-V 25 70 2.81 25.90| 26.8 (27.77|28.81 - (]
SPM200-SN2-3-30-V 30 75 2.41 31.07|32.15|33.31|34.56| - .
3 45 2.88 6 4
SPM200-SN2-3-40-V 40 90 1.89 41.40|42.85|44.39| - - .
SPM200-SN2-3-50-V 50 100 1.55 51.74|53.54 5548 | - - .
SPM200-SN2-4-12-V 12 60 3.63 12.44112.88|13.34(13.84|1497| e
SPM200-SN2-4-16-V 16 60 2.90 16.58|17.16 |17.78 | 18.44| - .
SPM200-SN2-4-20-V 20 70 241 20.71|21.43|22.21|23.04| - °
SPM200-SN2-4-25-V 25 70 2.00 25.88(26.78 |27.75| - - °
4 6 3.86 6 4
SPM200-SN2-4-30-V 30 80 1.70 31.05(32.13|33.29| - - .
SPM200-SN2-4-35-V 35 80 1.48 36.22 (3748 | - - - .
SPM200-SN2-4-40-V 40 90 1.31 41.39|42.83 - - - °
SPM200-SN2-4-50-V 50 100 1.07 51.72|53.52| - - - °
SPM200-SN2-5-20-V 20 70 1.31 20.71|21.43 - - - .
SPM200-SN2-5-25-V 25 70 1.07 25.87|26.78 | - - - .
SPM200-SN2-5-30-V 5 30 75 4.85 80 6 4 0.90 31.04| - - - - °
SPM200-SN2-5-40-V 40 90 0.69 4138 - - - - .
SPM200-SN2-5-50-V 50 100 0.56 5172 - - - - .
SPM200-SN2-6-20-V 20 70 - - - - - - °
SPM200-SN2-6-30-V 30 80 - - - - - - °
6 9 5.85 6 -
SPM200-SN2-6-40-V 40 90 - - - - - - .
SPM200-SN2-6-50-V 50 100 — - - - - - .
oiRAEREFStock D AETol

oFEFREAvailable upon Order
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INMZRINT 27 ERASLIIHET]

2 Flute, Extended Neck-Corner Radius Endmill

# R Neck R

T A% 0. 005mm
Tolerance on Corner radius r
o
<, o

L

Le
L1

i

{ElE: 1~5°

Back taper on peripheral edge

IMEOALL ERBEIERAR
®4 or highter does not have backdraft shape

Q)= U s

FRCIHBFIESEP102IT See page 102 for guidelines to icons

N e Eff Sl K| F]2 | 2K | FRE | & TR The effzgﬁvfi%fﬁﬁiiimﬁ for the
ljﬁlb% D |34z L1 Lc | d2 L d R o various draft angleg EF
Ordering Code Mill Under | £)te | Neck | Overall | Shank | Neck | 'nterference Stock
Dia. i L?ﬁ;lt(h Length| Dia. | Length | Dia. R Angle 0.5° 1° 15° | 2° 3°
SPM200-RN2-0.2-0.5-0.02-V 0.5 14.07 0.52 | 0.54 | 0.56 | 0.58 | 0.63 .
SPM200-RN2-0.2-1-0.02-V 0.02 1 13.23 1.04 | 1.08 | 1.12 | 1.16 | 1.25 °
SPM200-RN2-0.2-2-0.02-V 2 11.82 2.08 | 215 | 223 | 231 | 2.50 .
SPM200-RN2-0.2-0.5-0.05-V | 0.2 05 | 016 | 0.17 | 50 4 1 1412 | 052 | 054 | 0.56 | 0.58 | 0.62 | e
SPM200-RN2-0.2-1-0.05-V 1 1328 | 1.04 108|111 115|124 | e
SPM200-RN2-0.2-1.5-0.05-V 005 1.5 12.53 156 | 161 | 167 | 1.73 | 1.87 .
SPM200-RN2-0.2-2-0.05-V 2 11.85 2.08 | 215 | 222 | 230 | 249 .
SPM200-RN2-0.3-1-0.02-V 1 1309 [ 1.06 | 112|117 [123 133 | e
SPM200-RN2-0.3-2-0.02-V 002| 2 1167 | 211|221 (229 238|257 | e
SPM200-RN2-0.3-3-0.02-V 3 10.53 3.16 | 3.28 | 3.40 | 3.53 | 3.81 .
SPM200-RN2-0.3-1-0.05-V 1 13.14 1.06 | 1.12 | 117 | 1.22 | 1.32 .
SPM200-RN2-0.3-1.5-0.05-V 03 15 02410271 30 | 4 | 2 1238 [ 159|166 | 173 | 180 | 194 | e
SPM200-RN2-0.3-2-0.05-V 0.05| 2 1171 [ 211 221|229 | 237 | 256 | e
SPM200-RN2-0.3-2.5-0.05-V 2.5 11.11 264 | 275 | 284 | 295 | 3.18 .
SPM200-RN2-0.3-3-0.05-V 3 10.56 3.16 | 3.28 | 3.40 | 3.52 | 3.81 .
SPM200-RN2-0.4-1-0.02-V 1 13.04 1.06 | 112 | 1.17 | 1.23 | 1.33 .
SPM200-RN2-0.4-2-0.02-V 2 1160 | 211|221 229|238 |257 | e
SPM200-RN2-0.4-3-0.02-V 002 3 1044 | 316 |3.28 | 340 | 353 | 381 | e
SPM200-RN2-0.4-4-0.02-V 4 9.49 420 | 435 | 451 | 468 | 5.06 .
SPM200-RN2-0.4-1-0.05-V 04 1 0.32 {037 | 50 4 2 13.09 1.06 | 112 | 117 | 1.22 | 1.32 .
SPM200-RN2-0.4-1.5-0.05-V 1.5 12.32 159 | 166 | 1.73 | 1.80 | 1.94 .
SPM200-RN2-0.4-2-0.05-V 005 2 1164 | 211|221 |229 | 237 | 256 | e
SPM200-RN2-0.4-2.5-0.05-V 2.5 11.03 2.64 | 275 | 2.84 | 295 | 3.18 .
SPM200-RN2-0.4-3-0.05-V 3 10.47 3.16 | 3.28 | 3.40 | 3.52 | 3.81 .
og\}&}%ﬁﬂ_ock r NETol
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SPM200-RN2

ISR 2] Rk 788 T]
2 Flute, Extended Neck-Corner Radius Endmill

Fisi 0

Interference angle 0

ML

Draft angle

U 41 % 4R Detail of neck shape
15y 51 R Neck R
EEe e =rE=
ES
fnder Neck Lesch IFEHBBEEEP102 See page 102 for guidelines to icons
) 4581 Continue
e 9 || TN |k me| ek e @ | TER | e or the
Ordgngsﬁode MDiII FE | under FIIIJCte N(g:k Ovle-rall Shgnk Ngck Interference verios draft angles S%Fk
Dia. o L,:r?;{(h Length| Dia. |Length | Dia. R Angle 0.5° 1° 15° | 2° 3°

SPM200-RN2-0.4-3.5-0.05-V 35 9.97 368 | 3.82 | 395|410 | 443 .
SPM200-RN2-0.4-4-0.05-V 005 4 9.52 420 | 435 | 451 | 467 | 5.05 .
SPM200-RN2-0.4-1-0.1-V 04 1 032 |037] 50 4 5 13.17 1.06 | 1.11 | 1.16 | 1.21 | 1.31 .
SPM200-RN2-0.4-2-0.1-V 2 11.70 211 | 220 | 228 | 237 | 255 ]
SPM200-RN2-0.4-3-0.1-V 01 3 10.53 316 | 3.28 | 3.39 | 3.52 | 3.79 .
SPM200-RN2-0.4-4-0.1-V 4 9.56 420 | 435 | 450 | 467 | 5.04 .
SPM200-RN2-0.5-1-0.02-V 1 13.00 1.06 | 1.12 | 1.17 | 1.23 | 1.33 .
SPM200-RN2-0.5-2-0.02-V 2 11.53 211 | 221|229 | 238 | 257 .
SPM200-RN2-0.5-3-0.02-V 0.02 3 10.35 3.16 | 3.28 | 340 | 3.53 | 3.81 .
SPM200-RN2-0.5-4-0.02-V 4 9.39 420 | 435 | 451 | 468 | 5.06 .
SPM200-RN2-0.5-6-0.02-V 6 7.92 6.27 | 649 | 6.73 | 698 | 7.54 .
SPM200-RN2-0.5-1-0.05-V 1 13.05 1.06 | 112 | 117 | 1.22 | 1.32 .
SPM200-RN2-0.5-2-0.05-V 2 11.56 211 | 221|229 | 237 | 256 .
SPM200-RN2-0.5-3-0.05-V 3 10.38 3.16 | 3.28 | 3.40 | 3.52 | 3.81 .
SPM200-RN2-0.5-4-0.05-V 0.5 005 4 04 |047| 50 4 2 9.42 420 | 435 | 451 | 467 | 5.05 .
SPM200-RN2-0.5-5-0.05-V 5 8.62 524 | 542 | 5.61 | 5.82 | 6.29 .
SPM200-RN2-0.5-6-0.05-V 6 7.94 6.27 | 649 | 6.72 | 697 | 7.53 .
SPM200-RN2-0.5-1-0.1-V 1 13.13 1.06 | 1.11 | 116 | 1.21 | 1.31 .
SPM200-RN2-0.5-2-0.1-V 2 11.63 211 | 220 | 2.28 | 237 | 2.55 )
SPM200-RN2-0.5-3-0.1-V 3 10.44 3.16 | 3.28 | 3.39 | 3.52 | 3.79 °
SPM200-RN2-0.5-4-0.1-V 01 4 9.46 420 | 435 | 450 | 467 | 5.04 .
SPM200-RN2-0.5-5-0.1-V 5 8.65 524 | 542 | 5.61 | 5.82 | 6.28 .
SPM200-RN2-0.5-6-0.1-V 6 7.97 6.27 | 649 | 6.72 | 697 | 7.52 )
SPM200-RN2-0.6-2-0.02-V 0.6 |0.02 2 048 | 0.57| 50 4 4 11.24 217 | 231 | 244 | 255 | 2.77 °
o FEEEETEStock r NETol

oFEFEAvailable upon Order
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¥E | Mould Industry GESAC

SPM200-RN2

INMZRINT 27 ERASLIIHET]

2 Flute, Extended Neck-Corner Radius Endmill SMEOALL EREEEIAR
®4 or highter does not have backdraft shape

T A% 0. 005mm
. Tolerance on Corner radius r
# R Neck R |
— T/
- — == =

‘ Le f
L1 — i .
s =@l UL 1

Back taper on peripheral edge e o )
FRCIRBEIEES%EP1025T See page 102 for guidelines to icons

) £zai Continue

Ordering Code Mill Under | p1te | Neck | Overall | Shank | Neck | Interference Stock
Dia. r L';lr:egt(h Length| Dia. | Length | Dia. R Raglz 0.5° 10 1.5° 2° 3°
SPM200-RN2-0.6-4-0.02-V 4 915 | 429 | 451 | 469 | 486 | 526 |
SPM200-RN2-0.6-6-0.02-V 002 6 7.71 6.40 | 666 | 690 | 7.16 | 7.74 | o
SPM200-RN2-0.6-2-0.05-V 2 1127 | 217 (231|243 | 255|276 | e
SPM200-RN2-0.6-4-0.05-V 4 918 | 429 | 451 | 468 | 486 | 525 | e
SPM200-RN2-0.6-6-0.05-V 005| 6 773 | 640 | 666 | 690 | 7.16 | 7.74 |
SPM200-RN2-0.6-8-0.05-V 8 6.68 | 849 | 8.80 | 9.12 | 9.46 |10.22| e
SPM200-RN2-0.6-10-0.05-V 06 10 0481057 50 | 4 | 4 588 [10.57(10.94(11.33|11.7612.71| e
SPM200-RN2-0.6-2-0.1-V 2 1134 | 216 | 230 | 243 | 254 | 275 | e
SPM200-RN2-0.6-4-0.1-V 4 922 | 429|450 | 468 | 485 524 | e
SPM200-RN2-0.6-6-0.1-V 01| 6 776 | 639|666 | 690 | 7.15 | 7.72 | e
SPM200-RN2-0.6-8-0.1-V 8 6.70 | 848 | 880 | 9.11 | 9.45 (1021 e
SPM200-RN2-0.6-10-0.1-V 10 589 [10.57(10.94(11.3311.75/12.70| e
SPM200-RN2-0.7-4-0.05-V 4 907 | 429|451 | 468 | 486|525 e
SPM200-RN2-0.7-6-0.05-V 005 6 762 | 640 | 666 | 690 | 7.16 | 7.74 | o
SPM200-RN2-0.7-4-0.1-V 07 4 0361067 50 | 4 | 4 9.11 429 | 450 | 468 | 485 | 524 | e
SPM200-RN2-0.7-6-0.1-V 0 6 765 |639 666|690 715|772 e
SPM200-RN2-0.8-4-0.02-V 0022 50 896 | 427 | 447 | 465 | 482 | 521 | e
SPM200-RN2-0.8-6-0.02-V 6 50 751 | 637 663|687 712|770 | e
SPM200-RN2-0.8-4-0.05-V 4 50 899 | 427 | 447 | 465 | 482 | 521 | e
SPM200-RN2-0.8-6-0.05-V 6 50 752 | 637|663 |686 712|769 e
0.8 |0.05 0.64 |0.76 4 | 4

SPM200-RN2-0.8-8-0.05-V 8 50 647 | 845|876 |9.08 942 1018 e
SPM200-RN2-0.8-12-0.05-V 12 55 505 |12.61(13.04]13.51(14.02|1515| e
SPM200-RN2-0.8-4-0.1-V o1 L4 50 903 | 426 | 447 | 464 | 481 [ 519 | e
SPM200-RN2-0.8-6-0.1-V 6 50 755 | 637 | 662|686 |7.11|768 | e
Z%——\;%gﬁs;i%ctﬁe upon Order . A& Tol
r +0.005

&fizunit (mm)
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SPM200-RN2

ISR 2] Rk 788 T]
2 Flute, Extended Neck-Corner Radius Endmill

Fisi 0

Interference angle 0

ML

Draft angle

0B T 41 T2 4R Detail of neck shape
15y 5 R Neck R
R =0~ UL[u
ES

nder Reck Lensth RCIRBBIES%EP1025T  See page 102 for guidelines to icons

) £&8i Continue

2 S 5 = A AT
i M| 7| Vo | Flut | Nock | Overal spank|Neck "5 stoc
Length 0.5° 1° 15° | 2° 3°

SPM200-RN2-0.8-8-0.1-V o 8 50 649 | 845|876 907 | 941 [10.17| e
SPM200-RN2-0.8-12-0.1-V 12 55 506 |12.60(13.04|13.51(14.0115.14| e
SPM200-RN2-0.8-4-0.2-V 4 50 912 | 426|446 | 463 | 480 [ 517 | e
SPM200-RN2-0.8-6-0.2-V 08 6 064 10.76 50 4 762 | 636|661 |685|710|766| e
SPM200-RN2-0.8-8-0.2-V 02 8 50 6.54 | 845|875 | 9.06 | 9.40 [10.14|
SPM200-RN2-0.8-12-0.2-V 12 55 509 |12.60(13.03|13.50(14.0015.11| e
SPM200-RN2-1-2-0.02-V 2 50 1092 | 215|228 (240|252 273 | e
SPM200-RN2-1-4-0.02-V 4 50 872 | 427 | 447 | 465 | 482 | 521 | e
SPM200-RN2-1-6-0.02-V 6 50 726 | 637|663 687712770 e
SPM200-RN2-1-8-0.02-V 002 8 50 622 | 846|877 |9.08 | 942 [10.19| e
SPM200-RN2-1-10-0.02-V 10 50 544  |10.53(10.91(11.30{11.72|12.67| e
SPM200-RN2-1-12-0.02-V 12 55 483 |12.61|13.05|13.52|14.02(15.16| e
SPM200-RN2-1-2-0.05-V 2 50 1096 | 2.15 | 2.28 | 240 | 251 | 272 |
SPM200-RN2-1-3-0.05-V 3 50 973 |3.21 338353367 |39 | e
SPM200-RN2-1-4-0.05-V 4 50 875 | 427 | 447 | 465 | 482 | 521 | e
SPM200-RN2-1-5-0.05-V ! 5 08 )09 50 4 7.95 532 | 555|575 | 597 | 645 | e
SPM200-RN2-1-6-0.05-V 005 6 50 728 | 637|663 686712769 | e
SPM200-RN2-1-8-0.05-V 8 50 623 | 845|876 | 9.08 | 942 [10.18| e
SPM200-RN2-1-10-0.05-V 10 50 545 |10.53(10.90(11.30(11.72|12.67| e
SPM200-RN2-1-12-0.05-V 12 55 484  |1261[13.04[1351[14.02|15.15| e
SPM200-RN2-1-16-0.05-V 16 60 395 [16.74/17.32|17.95|18.62|20.12| e
SPM200-RN2-1-20-0.05-V 20 60 334 [20.88|21.6022.38|23.22(25.10|
SPM200-RN2-1-2-0.1-V o 2 50 1103 | 214|227 (239|250 | 271 | e
SPM200-RN2-1-3-0.1-V 3 50 979 |3.21|3.38 353 366|395 e
oFREREfEStock r NZETol

oFEFEAvailable upon Order

r +0.005

g{iunit (mm)
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#E | Mould Industry

GESAC

SPM200-RN2

INMZRINT 27 ERASLIIHET]

2 Flute, Extended Neck-Corner Radius Endmill

T A% 0. 005mm

Tolerance on Corner radius r

# R Neck R

‘ Le

L

{ElE: 1~5°

Back taper on peripheral edge

- e

f

L1 —

IMEOALL ERBEIERAR
®4 or highter does not have backdraft shape

Q)= U s

FRCIHBFIESEP102IT See page 102 for guidelines to icons

) £zai Continue

— S 5 g A R |
Ordering Code Mil Under | Ejute | Neck | Overall | Shank | Neck| 'terference Stock
Dia. i L?r?gci(h Length| Dia. | Length | Dia. R rogliz 0.5° 10 1.5° 20 3°
SPM200-RN2-1-4-0.1-V 4 50 8.80 4.26 | 447 | 464 | 481 | 519 °
SPM200-RN2-1-5-0.1-V 5 50 7.99 532 | 555 | 575 | 5.96 | 6.44 °
SPM200-RN2-1-6-0.1-V 6 50 7.31 6.37 | 6.62 | 686 | 711 | 768 | e
SPM200-RN2-1-8-0.1-V 01 8 50 6.25 845 | 876 | 9.07 | 941 [10.17| e
SPM200-RN2-1-10-0.1-V 10 50 5.46 10.53]10.9011.29 [11.71|12.65| e
SPM200-RN2-1-12-0.1-V 12 55 4.85 12.60|13.04|13.51(14.01|15.14| e
SPM200-RN2-1-16-0.1-V 16 60 3.96 16.74117.32117.94(18.61|20.11| e
SPM200-RN2-1-20-0.1-V 20 60 3.35 20.87|21.60(22.37|23.21|25.08| e
SPM200-RN2-1-2-0.2-V 50 11.17 214 | 226 | 238 | 248 | 2.68 °
SPM200-RN2-1-3-0.2-V 3 50 9.90 3.20 | 3.37 | 3.51 | 3.65 | 3.93 .
SPM200-RN2-1-4-0.2-V 4 50 8.89 426 | 446 | 463 | 480 | 517 | e
SPM200-RN2-1-5-0.2-V 1 5 08 |ase 50 4 4 8.06 531 | 554 | 574 | 595 | 641 °
SPM200-RN2-1-6-0.2-V 0.2 6 50 737 6.36 | 6.61 | 6.85 | 7.10 | 7.66 °
SPM200-RN2-1-8-0.2-V 8 50 6.30 845 | 875 | 9.06 | 9.40 |10.14| e
SPM200-RN2-1-10-0.2-V 10 50 5.50 10.53|10.89|11.28 (11.70|12.63| e
SPM200-RN2-1-12-0.2-V 12 55 4.88 12.60|13.03|13.50 (14.00 | 15.11| e
SPM200-RN2-1-16-0.2-V 16 60 3.98 16.74|17.31|17.93]18.59|20.09| e
SPM200-RN2-1-20-0.2-V 20 60 3.36 20.87|121.59|22.36 |23.19|25.06| e
SPM200-RN2-1-2-0.3-V 50 11.32 213 | 225 | 236 | 247 | 266 | e
SPM200-RN2-1-3-0.3-V 3 50 10.01 320 | 3.36 | 350 | 3.63 | 390 | e
SPM200-RN2-1-4-0.3-V 03 4 50 8.98 425 | 445 | 462 | 478 | 5.15 °
SPM200-RN2-1-5-0.3-V 5 50 8.14 531|553 (573|593 639 | e
SPM200-RN2-1-6-0.3-V 6 50 7.44 6.36 | 6.61 | 6.84 | 7.08 | 7.63 .
SPM200-RN2-1-8-0.3-V 8 50 6.35 8.44 | 875 | 9.05 | 938 |10.12| e
;%;%gﬁs;i%clfle upon Order ; Z:fgz;
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SPM200-RN2

ISR 2] Rk 788 T]
2 Flute, Extended Neck-Corner Radius Endmill

Fisi 0

Interference angle 0

ML

Draft angle

3 ¥ 40 4R Detail of neck shape
15y i R Neck R
S m
nder Reck Lensth RCIRBBIES%EP1025T  See page 102 for guidelines to icons
) &&8i Continue
; B | e | 2 . s 7 X RHRAR A AIERETIS
(Ea=) e =] Iﬂx R\ 2| 2K | W | 3@ :Flé% The effective under-neck length for the
ﬂ—_m"? D |z Lc d2 L d R various draft angles 22
Ordering Code Mill || Q09er | Flute | Neck | Overall | Shank |Neck | Interference Stock
Dia. Length Length| Dia. | Length | Dia. R 9 0.5° 10 1.5° 20 3°
SPM200-RN2-1-10-0.3-V 10 50 5.53 10.52(10.89|11.27 |11.6812.60| e
SPM200-RN2-1-12-0.3-V 12 55 4.90 12.60[13.0313.49|13.98|15.09| e
1 0.3 0.8 | 0.96 4 4
SPM200-RN2-1-16-0.3-V 16 60 4.00 16.73(17.30(17.92|18.5820.06| e
SPM200-RN2-1-20-0.3-V 20 60 3.37 20.87|21.58(22.35|23.18|25.04| o
SPM200-RN2-1.25-5-0.1-V 5 50 7.68 530 | 552 | 5.72 | 593 | 6.40 .
SPM200-RN2-1.25-10-0.1-V 01 10 50 517 10.50(10.8711.26|11.68|12.62| e
SPM200-RN2-1.25-15-0.1-V ' 15 55 3.90 15.68(16.22|16.80|17.43|18.83| e
SPM200-RN2-1.25-20-0.1-V 20 60 3.13 20.84|21.57(22.34|23.18|25.05| o
SPM200-RN2-1.25-5-0.2-V 5 50 7.75 529 | 551 | 571 | 591 | 6.38 .
SPM200-RN2-1.25-10-0.2-V 10 50 5.21 10.5010.86|11.25|11.66 |12.59| e
125 0.2 1 1.20 4 4
SPM200-RN2-1.25-15-0.2-V 15 55 3.92 15.6716.21|16.79|17.41|18.81| e
SPM200-RN2-1.25-20-0.2-V 20 60 3.14 20.84|21.56(22.33|23.16|25.02| e
SPM200-RN2-1.25-5-0.3-V 5 50 7.83 529 | 550 | 5.70 | 5.90 | 6.35 .
SPM200-RN2-1.25-10-0.3-V 03 10 50 5.24 10.5010.86|11.24 |11.65|12.57| e
SPM200-RN2-1.25-15-0.3-V ' 15 55 3.94 15.6716.20|16.78 |17.40 | 18.78| e
SPM200-RN2-1.25-20-0.3-V 20 60 3.15 20.84|21.55(22.32|23.15|25.00| e
SPM200-RN2-1.5-4-0.1-V 4 50 8.17 423 | 442 | 458 | 475 | 5.13 .
SPM200-RN2-1.5-6-0.1-V 6 50 6.66 6.32 | 6.57 | 6.80 | 7.05 | 7.62 .
SPM200-RN2-1.5-8-0.1-V 01 8 50 5.62 841 | 871 (902|935 |10.10| e
SPM200-RN2-1.5-12-0.1-V ' 12 55 4.28 12.55[12.98|13.4513.95|15.07| e
1.5 12 |1.44 4 4
SPM200-RN2-1.5-15-0.1-V 15 55 3.63 15.65[16.19|16.77 |17.40|18.80| e
SPM200-RN2-1.5-20-0.1-V 20 60 2.90 20.82|21.54|22.32|23.15| - °
SPM200-RN2-1.5-4-0.2-V 02 4 50 8.26 423 | 441 | 457 | 474 | 5.10 °
SPM200-RN2-1.5-6-0.2-V ' 6 50 6.72 6.32 | 6.56 | 6.79 | 7.04 | 7.59 .
o FEEEETEStock r AZETol

oFEFEAvailable upon Order

r +0.005

g{iunit (mm)
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#E | Mould Industry

GESAC

SPM200-RN2

INMZRINT 27 ERASLIIHET]

2 Flute, Extended Neck-Corner Radius Endmill

T A% 0. 005mm

Tolerance on Corner radius r

IMEOALL ERBEIERAR
®4 or highter does not have backdraft shape

R Neck R e
L —— =Y
e @3] UL [
8 1~5° [ o
ek taper cn peripherad ke FRCIHBFIESEP102IT See page 102 for guidelines to icons
) £281 Continue
- N g 7 )5 AZm<
s M| 77| Nk | Flute | Nock | Overal stank|Neck, "5 st
Length 0.5° 1° 15° | 2° 3°

SPM200-RN2-1.5-8-0.2-V 8 50 566 | 840 | 870 | 9.01 | 9.34 [10.08| e
SPM200-RN2-1.5-12-0.2-V 12 55 431 |12.55(12.98(13.44(13.94|15.05| e
SPM200-RN2-1.5-15-0.2-V 02 15 55 365 |15.65|16.19|16.76|17.38(18.78| e
SPM200-RN2-1.5-20-0.2-V 20 60 291 |20.82|21.53|22.31(23.13| - .
SPM200-RN2-1.5-4-0.3-V 4 50 836 | 422 | 440 | 456 | 472 | 508 | e
SPM200-RN2-1.5-6-0.3-V 6 50 678 | 631 | 655|678 702|757 | e
SPM200-RN2-1.5-8-0.3-V 8 50 5.71 840 | 869 | 899 | 9.32 [10.05| e
SPM200-RN2-1.5-12-0.3-V is 03 12 12 |14 55 4l 433  |1254[12.97|13.43(13.92(|15.03| e
SPM200-RN2-1.5-15-0.3-V 15 55 367 |15.64|16.18|16.75(17.37|18.76| e
SPM200-RN2-1.5-20-0.3-V 20 60 292 [2081|2153[22.29|23.12| - .
SPM200-RN2-1.5-4-0.5-V 4 50 855 | 421|439 | 454 | 469|503 e
SPM200-RN2-1.5-6-0.5-V 6 50 6.91 631|654 | 676 | 699 | 752 | e
SPM200-RN2-1.5-8-0.5-V 05 8 50 580 | 839|868 897|929 [1000| e
SPM200-RN2-1.5-12-0.5-V 12 55 439 [12.54(12.96|13.41(13.89|1498| e
SPM200-RN2-1.5-15-0.5-V 15 55 371 |15.64|16.17|16.73|17.34|18.71| e
SPM200-RN2-1.5-20-0.5-V 20 60 295 |20.81|21.51|22.27(23.09| - .
SPM200-RN2-1.75-5-0.1-V 5 50 696 | 526|547 | 567 | 588|635 | e
SPM200-RN2-1.75-10-0.1-V o 10 50 453  |1046|10.82|11.21(11.63|1256| e
SPM200-RN2-1.75-15-0.1-V 15 55 335 |15.63|16.17|16.75|17.38|18.78|
SPM200-RN2-1.75-20-0.1-V 20 60 2,66 |20.80|21.52|22.29(23.13| - .
SPM200-RN2-1.75-5-0.2-V 73 5 14168 50 M 7.03 526 | 547 | 5.66 | 586 | 632 | e
SPM200-RN2-1.75-10-0.2-V - 10 50 456 |10.46(10.82(11.20|11.61|1254| e
SPM200-RN2-1.75-15-0.2-V 15 55 337 |15.63|16.16|16.74|17.36|18.75| e
SPM200-RN2-1.75-20-0.2-V 20 60 267 |20.80|21.51|22.28(23.11| - .
Z%——\;%gﬁs;i%ctﬁe upon Order . A& Tol
r +0.005
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SPM200-RN2

ISR 2] Rk 788 T]
2 Flute, Extended Neck-Corner Radius Endmill

Fisi 0

Interference angle 0

ML

Draft angle

#9101 40 7% IR Detail of neck shape
15y 5 R Neck R
R =0~ UL[u
ES

nder Reck Lensth RCIRBBIES%EP1025T  See page 102 for guidelines to icons

) £281 Continue

et Ml | 77| Nk | Flute | Neck | Overal stank | Neck, g8 stock

Length 0.5° 1° 1.5° 2° 3°
SPM200-RN2-1.75-5-0.3-V 5 50 7.11 525 | 546 | 5.65 | 5.85 | 630 | e
SPM200-RN2-1.75-10-0.3-V 10 50 459 |10.45|10.81|11.19|11.60 (1251 e
175 0.3 14 | 168 4 | 4

SPM200-RN2-1.75-15-0.3-V 15 55 339 |15.62(16.16(16.73|17.35|18.73| e
SPM200-RN2-1.75-20-0.3-V 20 60 269 [20.79|21.51|22.27|23.10| - .
SPM200-RN2-2-4-0.1-V 4 50 736 | 421|438 | 454 | 471|508 | e
SPM200-RN2-2-6-0.1-V 6 50 586 | 629 |653|676|7.01 757 e
SPM200-RN2-2-8-0.1-V 8 50 487 | 837|866 |897|931 (1005 e
SPM200-RN2-2-12-0.1-V o 12 55 364 [12.5112.94|13.41/13.91(15.03| e
SPM200-RN2-2-16-0.1-V 16 55 290 |16.65|17.22|17.84|1851| - .
SPM200-RN2-2-20-0.1-V 20 60 242 |2078|21.50|22.27|23.11| - o
SPM200-RN2-2-25-0.1-V 25 65 200 |2595|2685|27.82| - - .
SPM200-RN2-2-30-0.1-V 30 70 170  [31.12/32.20(33.36| - . o
SPM200-RN2-2-4-0.2-V 4 50 746 | 420|437 | 453 | 469 | 506 | e
SPM200-RN2-2-6-0.2-V 6 50 593 | 629 |652|675(699 754 e
SPM200-RN2-2-8-0.2-V 2 8 161192 50 4 491 837 | 866 | 896 | 9.29 [10.03| e
SPM200-RN2-2-12-0.2-V 12 55 366 [12.5112.94|13.40/13.89(15.00| e
SPM200-RN2-2-16-0.2-V 02 16 55 292 |16.64|17.22|17.83|1849| - .
SPM200-RN2-2-20-0.2-V 20 60 243 |20.78|21.49|22.26|23.09| - o
SPM200-RN2-2-25-0.2-V 25 65 200 |25.95|26.84|27.80| - - o
SPM200-RN2-2-30-0.2-V 30 70 171 |31.11(32.19(33.35| - = o
SPM200-RN2-2-4-0.3-V 4 50 756 | 420 | 437 | 452 | 468 | 503 |
SPM200-RN2-2-6-0.3-V 03 6 50 599 | 628|651 (674|698 752 e
SPM200-RN2-2-8-0.3-V 8 50 496 | 836|865 |895|9.28 (1001 e
SPM200-RN2-2-12-0.3-V 12 55 369 [12.50(12.9313.39/13.88(14.98| e
oFREREfEStock r NZETol

oFEFEAvailable upon Order

r +0.005

g{iunit (mm)
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Tolerance on Corner radius r
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LR Neck R o
L —— =Y
e = Qe L[
i 1~ 5° [ ]
ek taper cn peripherad ke FRCIHBFIESEP102IT See page 102 for guidelines to icons
) £E8i Continue
w . o > nAS kAT
Ordering Code Mill Under | g0 | Neck | Overall | Shank | Neck | Interference Stock
Dia. i Lgr?gt(h Length| Dia. | Length | Dia. R Angle 0.5° 1° 15° | 2° 3°
SPM200-RN2-2-16-0.3-V 16 55 293 16.64|17.21|17.82|18.48| - .
SPM200-RN2-2-20-0.3-V 20 60 244 20.7721.49|22.25|23.08| - .
SPM200-RN2-2-25-0.3-V 03 25 65 2.01 25.94|26.84|27.79|28.82| - .
SPM200-RN2-2-30-0.3-V 30 70 1.71 31.11(32.183334| - - .
SPM200-RN2-2-6-0.5-V 6 50 6.11 6.28 | 6.50 | 6.71 | 6.95 | 7.47 .
SPM200-RN2-2-8-0.5-V 8 50 5.04 8.36 | 8.64 | 893 | 9.25 | 9.96 .
SPM200-RN2-2-12-0.5-V 12 55 3.73 12.50112.92|13.36(13.85|1493| e
SPM200-RN2-2-16-0.5-V 0.5 16 55 2.96 16.63|17.19|17.80 | 18.45 - .
SPM200-RN2-2-20-0.5-V ) 20 16 | 192 60 4 4 246 20.77|21.47|22.23 | 23.05 - .
SPM200-RN2-2-25-0.5-V 25 65 2.03 25.94126.82|27.77|28.79 - .
SPM200-RN2-2-30-0.5-V 30 70 1.72 31.10|32.17|33.31 - - .
SPM200-RN2-2-6-0.8-V 6 50 6.31 6.26 | 6.48 | 6.68 | 6.90 | 7.40 .
SPM200-RN2-2-8-0.8-V 8 50 5.18 8.35 | 862 | 890 | 9.20 | 9.88 .
SPM200-RN2-2-12-0.8-V 12 55 3.81 12.49112.89|13.33|13.80|14.86| e
SPM200-RN2-2-16-0.8-V 0.8 16 55 3.01 16.62|17.17|17.77 |18.40|19.83| e
SPM200-RN2-2-20-0.8-V 20 60 249 20.76 | 21.45|22.20 |23.00 | - .
SPM200-RN2-2-25-0.8-V 25 65 2.05 25.93|26.80|27.74|28.75| - .
SPM200-RN2-2-30-0.8-V 30 70 1.74 31.09(32.15|33.28| - - .
SPM200-RN2-2.5-10-0.1-V 10 50 3.36 10.41/10.77 1116 |{11.57|1250| e
SPM200-RN2-2.5-20-0.1-V 0.1 20 60 1.89 20.75(21.47|22.24 | - - .
SPM200-RN2-2.5-30-0.1-V 30 70 1.32 31.09(32.17| - - - .
SPM200-RN2-2.5-10-0.2-V 23 10 2 240 50 4 4 3.39 10.41/10.77|11.15|{11.56| 1248 | e
SPM200-RN2-2.5-20-0.2-V 0.2 20 60 1.90 20.75(21.46|22.23 | - - .
SPM200-RN2-2.5-30-0.2-V 30 70 1.32 31.0832.16| - - - .
Z%——\;%gﬁs;i%ctﬁe upon Order . A& Tol
r +0.005

&fizunit (mm)
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Mould Industry | 1&E

SPM200-RN2

IMEBRINTI27)Efk

7

|

2 Flute, Extended Neck-Corner Radius Endmill

H 3 ¥ 41 % IR Detail of neck shape

#i R Neck R

S

Under Neck Length

Fisi 0

Interference angle 0

ML

Draft angle

== Sk U

RCIRBBIES%EP1025T  See page 102 for guidelines to icons

) £&a7 Continue

v e Efa Sl K \Fz| 2K | B | R S The effzgfi}zfi%f—ar?eﬁgiimﬁ for the
1«]—&1{:‘% D |34z L1 Lc d2 L d R 0 various draft anglegJ 7
el Ml | 7| Nk | Flute | Nock | Overal spank | Neck ™5 stodk
Length 0.5° 1° 15° | 2° 3°
SPM200-RN2-2.5-10-0.3-V 10 50 342 10.41)10.76|11.14|11.54 | 12.46| e
SPM200-RN2-2.5-20-0.3-V 03| 20 60 1.91 20742146 (22.22| - - .
SPM200-RN2-2.5-30-0.3-V 30 70 1.32 31.08(32.15| - - - .
SPM200-RN2-2.5-10-0.5-V 23 10 2 |240 50 N 4 347 10.40(10.7511.12|11.51|12.41| e
SPM200-RN2-2.5-20-0.5-V 05| 20 60 1.92 20.74121.44(22.20| - - .
SPM200-RN2-2.5-30-0.5-V 30 70 1.33 31.07 (32.14| - - - .
SPM200-RN2-3-6-0.1-V 6 50 7.40 6.25 | 6.47 | 6.70 | 6.95 | 7.50 .
SPM200-RN2-3-8-0.1-V 8 55 6.32 8.32 | 8.61 | 892 | 9.25 | 9.99 .
SPM200-RN2-3-12-0.1-V 12 60 4.89 1246|12.89|13.35(13.85|14.96| e
SPM200-RN2-3-16-0.1-V 16 60 3.99 16.59 1717|1778 |18.45|19.94| e
SPM200-RN2-3-18-0.1-V 0 18 65 3.65 18.66|19.31|20.00(20.75|2242| e
SPM200-RN2-3-20-0.1-V 20 65 3.36 20.73|21.45|22.22 | 23.05 | 24.91 .
SPM200-RN2-3-30-0.1-V 30 75 2.42 31.06 (32.14|33.30|34.55| - .
SPM200-RN2-3-35-0.1-V 35 80 2.12 36.23(37.49/38.84|40.29| - .
SPM200-RN2-3-6-0.2-V 6 50 7.46 6.25 | 6.46 | 6.69 | 693 | 748 .
3 24 |2.88 6 4

SPM200-RN2-3-8-0.2-V 8 55 6.36 832 | 860 | 891|923 997 | e
SPM200-RN2-3-12-0.2-V 12 60 4.92 12.45/12.88(13.34|13.83|14.94| e
SPM200-RN2-3-16-0.2-V 02 16 60 4.00 16.59|17.16|17.77|18.43 1991 | e
SPM200-RN2-3-18-0.2-V 18 65 3.66 18.66/19.30(19.99|20.73|22.40| e
SPM200-RN2-3-20-0.2-V 20 65 3.38 20.72|21.44122.21|23.03(24.88| e
SPM200-RN2-3-30-0.2-V 30 75 243 31.06 (32.14|33.29 |34.53| - .
SPM200-RN2-3-35-0.2-V 35 80 2.13 36.23(37.48|38.83|40.28| - .
SPM200-RN2-3-6-0.3-V 03 6 50 7.53 6.24 | 646 | 6.68 | 692 | 746 | e
SPM200-RN2-3-8-0.3-V 55 6.41 832|860 | 890|922 |99 | e
E}%ﬁﬁ?%e upon Order - R Tol
r +0.005

HEETHISE 5 p341
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#E | Mould Industry

GESAC

SPM200-RN2

IMEBRINTI27)Efak

75%7]

7

2 Flute, Extended Neck-Corner Radius Endmill

T A% 0. 005mm

Tolerance on Corner radius r

IMEOALL ERBEIERAR
®4 or highter does not have backdraft shape

R Neck R .
L —— =Y
e @3] UL [
8 1~5° [ o
ek taper cn peripherad ke FRCIHBFIESEP102IT See page 102 for guidelines to icons
) £&81 Continue
- N 0 > A AT
Sl Ml | 7| Neek | Flue | Nock | Overal spank|Neck, "5 stoc
Length 0.5° 1° 15° | 2° 3°

SPM200-RN2-3-12-0.3-V 12 60 494  |1245|12.87|13.33(13.82(|1491| e
SPM200-RN2-3-16-0.3-V 16 60 402 |1659(17.15|17.76 1842 |19.89| e
SPM200-RN2-3-18-0.3-V 18 65 3.68 |18.6519.2919.98|20.72(22.37| e
SPM200-RN2-3-20-0.3-V 03 20 65 339  |20.72|21.43|22.20|23.02(24.86| e
SPM200-RN2-3-30-0.3-V 30 75 243 |31.06|32.13|33.28(3452| - .
SPM200-RN2-3-35-0.3-V 35 80 213 |36.23|37.48(38.82|40.26| - .
SPM200-RN2-3-8-0.5-V 8 55 6.51 831|858 |887|919 (989 | e
SPM200-RN2-3-12-0.5-V 12 60 500 |12.44|12.86|13.31(13.79(14.87| e
SPM200-RN2-3-16-0.5-V 16 60 406 |16.58|17.14|17.74|18.39(19.84| e
SPM200-RN2-3-18-0.5-V 5 05| 18 24 | 288 65 6 | 4 371 |18.65(19.28(19.96|20.6922.33| e
SPM200-RN2-3-20-0.5-V 20 65 342 |20.71|21.42|22.17|22.99 (2481 e
SPM200-RN2-3-30-0.5-V 30 75 245 |31.05|32.12(33.26(3449| - .
SPM200-RN2-3-35-0.5-V 35 80 214  |36.22|37.46|38.80(40.23| - .
SPM200-RN2-3-8-1-V 8 55 676 | 829 | 855|882 |9.11|977 | e
SPM200-RN2-3-12-1-V 12 60 515 |12.43(12.83|13.25(13.71(1474| e
SPM200-RN2-3-16-1-V 16 60 416 |16.56|17.10|17.69|18.31(19.72| e
SPM200-RN2-3-18-1-V 1 18 65 379 |18.6319.24/19.90|20.61(22.20| e
SPM200-RN2-3-20-1-V 20 65 349 |20.70(21.38(22.12(22.91(2469| e
SPM200-RN2-3-30-1-V 30 75 248 |31.03|32.08(33.20|3441| - .
SPM200-RN2-3-35-1-V 35 80 217 |36.20|37.43|38.74(40.16| - .
SPM200-RN2-4-8-0.1-V 8 55 490 |831[859|890|923|997| e
SPM200-RN2-4-12-0.1-V 12 60 366 |12.44(12.87|13.33(13.83(14.94| o
SPM200-RN2-4-16-0.1-V 4]0 16 32 386 60 6|4 291  |1657|17.15|17.76|18.43| - .
SPM200-RN2-4-20-0.1-V 20 65 242 |20.71|21.43|22.20(23.03| - .
Z%——\;%gﬁs;i%ctﬁe upon Order . A& Tol
r +0.005
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GESAC Mould Industry | #&E

SPM200-RN2

ISR 2] Rk 788 T]
2 Flute, Extended Neck-Corner Radius Endmill

Fisi 0

Interference angle 0

ML

Draft_ang]

#9101 40 7% IR Detail of neck shape
15y 5 R Neck R
e =0~ UL[u
it

nder Reck Lensth FRICHIBAESEP102IT  See page 102 for guidelines to icons

) £281 Continue

et Ml | 77| Nk | Flute | Neck | Overal stank | Neck, g8 stock

Length 0.5° 1° 1.5° 2° 3°

SPM200-RN2-4-30-0.1-V 30 75 171 |31.05|32.12(33.28| - - .
SPM200-RN2-4-35-0.1-V 01| 35 80 149  [3621(3747| - = - .
SPM200-RN2-4-45-0.1-V 45 90 118  |46.55|48.17| - - - .
SPM200-RN2-4-8-0.2-V 8 55 494 | 830|858 |889|921(994 | e
SPM200-RN2-4-12-0.2-V 12 60 368 [12.44)12.8613.32|13.81(14.92| e
SPM200-RN2-4-16-0.2-V 16 60 293  |16.57|17.14|17.75|1841| - .
SPM200-RN2-4-20-0.2-V 02| 20 65 243 |2071|2142|22.19|23.01| - .
SPM200-RN2-4-30-0.2-V 30 75 171 [31.04|32.12(3327| - . .
SPM200-RN2-4-35-0.2-V 35 80 149  [36.21(3747| - - - .
SPM200-RN2-4-45-0.2-V 45 90 118  |46.55|48.16| - = . .
SPM200-RN2-4-8-0.3-V 8 55 499 | 830|858 |888|920[992 | e
SPM200-RN2-4-12-0.3-V 12 60 370 [12.43]12.8613.31/13.80(14.89| e
SPM200-RN2-4-16-0.3-V N 16 32 1386 60 N 294 [16.57|17.13|17.74|18.40| - .
SPM200-RN2-4-20-0.3-V 03| 20 65 244 |2070|21.41|22.18|23.00| - o
SPM200-RN2-4-30-0.3-V 30 75 172 |31.04(32.11|33.26| - - o
SPM200-RN2-4-35-0.3-V 35 80 149  [36.21(3746| - = - o
SPM200-RN2-4-45-0.3-V 45 90 119  |46.54|48.16| - - - .
SPM200-RN2-4-12-0.5-V 12 60 375 [12.43]12.84|13.29/13.77 [14.84| e
SPM200-RN2-4-16-0.5-V 16 60 297 |16.56|17.12|17.72|1837| - o
SPM200-RN2-4-20-0.5-V 0s 20 65 247 |2070|21.40|22.15|22.97| - o
SPM200-RN2-4-30-0.5-V 30 75 173 [31.03/32.10(33.24| - - .
SPM200-RN2-4-35-0.5-V 35 80 150 [36.20(37.44| - = = o
SPM200-RN2-4-45-0.5-V 45 90 119  |4654|48.14| - - - o
SPM200-RN2-4-12-1-V 1] 12 60 3.88 [12.41/12.81]13.23|13.69|14.72| e
oFREREfEStock r NETol

oFEFEAvailable upon Order

r +0.005

g{iunit (mm)
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#E | Mould Industry

GESAC

SPM200-RN2

IMEBRINTI27)Efak

75%7]

7

2 Flute, Extended Neck-Corner Radius Endmill

T A% 0. 005mm

Tolerance on Corner radius r

IMEOALL ERBEIERAR
®4 or highter does not have backdraft shape

R Neck R .
L —— =Y
i @3] UL [
8 1~5° [ o

ek taper cn peripherad ke FRCIHBFIESEP102IT See page 102 for guidelines to icons

) &&8i Continue

it Ml | 7| Nk | Flute | Nock | Overal stank | Neck ™5™ stock

Length 0.5° 1° 1.5° 2° 3°

SPM200-RN2-4-16-1-V 16 60 305 [16.54|17.09|17.67|18.29(19.70| e
SPM200-RN2-4-20-1-V 20 65 252 |20.68(21.36(22.10|22.89| - o
SPM200-RN2-4-30-1-V 4 | 1| 30 | 32 |386| 75 6 | 4 175 |31.02|32.06(33.18| - - .
SPM200-RN2-4-35-1-V 35 80 152 |36.18|37.41(38.73| - . o
SPM200-RN2-4-45-1-V 45 90 120 4652|4811 - - - o
SPM200-RN2-5-20-0.1-V 20 65 132 (2070|2142 - = = o
SPM200-RN2-5-40-0.1-V 0 40 85 069 |4138| - - - - .
SPM200-RN2-5-20-0.2-V 20 65 132 (2070|2141 - = . o
SPM200-RN2-5-40-0.2-V 02 40 85 069 |4137| - - - - o
SPM200-RN2-5-20-0.3-V 20 65 133 [2069(2141| - = = o
SPM200-RN2-5-40-0.3-V > |93 40 Ml e 85 N 069 |4137| - - - - .
SPM200-RN2-5-20-0.5-V 20 65 134 2069|2139 - = . o
SPM200-RN2-5-40-0.5-V 0 40 85 070 |4136| - - - - .
SPM200-RN2-5-20-1-V 20 65 138  [2067(2136] - - - o
SPM200-RN2-5-40-1-V ! 40 85 071 |4134| - - - - o
SPM200-RN2-6-12-0.1-V 12 50 = = = = - - o
SPM200-RN2-6-18-0.1-V 18 60 - - - - - - .
SPM200-RN2-6-24-0.1-V 01| 24 70 . = - - - - o
SPM200-RN2-6-35-0.1-V 35 80 - - - - - - o
SPM200-RN2-6-55-0.1-V 6 55 | 48 [585| 100 | 6 | - = = = = - - o
SPM200-RN2-6-12-0.2-V 12 50 - - - - - - .
SPM200-RN2-6-18-0.2-V 0 18 60 . = - - - - o
SPM200-RN2-6-24-0.2-V 24 70 - - - - - . o
SPM200-RN2-6-35-0.2-V 35 80 = = = = - - o
Z%——\;%gﬁs;i%ctﬁe upon Order . A& Tol
r +0.005

HETHISE 5 p341

Cutting Parameters
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GESAC Mould Industry | #&E

SPM200-RN2

ISR 2] Rk 788 T]
2 Flute, Extended Neck-Corner Radius Endmill

Fisi 0

Interference angle 0

ML

Draft angle

F1 5BV 41 IR Detail of neck shape
15y 5 R Neck R
R <o~ UL |
it
e el ensth FRCIBAES%EP1025T  See page 102 for guidelines to icons
) 281 Continue
iz . E—
oot VM| e N g o S | "R
Length 05° | 1° | 15° | 20 | 3°

SPM200-RN2-6-55-0.2-V 02| 55 100 - - - - - ] e
SPM200-RN2-6-12-0.3-V 12 50 - : : ] } = | c
SPM200-RN2-6-18-0.3-V 18 60 ] - - ; ; 1 e
SPM200-RN2-6-24-0.3-V 03| 24 70 ] - B - ; - |
SPM200-RN2-6-35-0.3-V 35 80 - - - - ] ] e
SPM200-RN2-6-55-0.3-V 55 100 - - - - - S| e
SPM200-RN2-6-18-0.5-V 18 60 ] : - ] ; | e
SPM200-RN2-6-24.05V | ° aa | MBI 0 - A I R U I B
SPM200-RN2-6-35-0.5-V 03 73 80 - - - ; ; | e
SPM200-RN2-6-55-0.5-V 55 100 - - - - - S| e
SPM200-RN2-6-18-1-V 18 60 - - - - ) S| e
SPM200-RN2-6-24-1-V Ll 70 ] - - ; ; - |
SPM200-RN2-6-35-1-V 35 80 - - B ; ; | e
SPM200-RN2-6-55-1-V 55 100 - - - - - S| e
oimEEEETEStock r NETol

FEfEAvailable upon Order
oEFE p r +0.005

g{ifunit (mm)
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#E | Mould Industry

GESAC

INSERINT AR RSLI 785 T]
4 Flute, Extended Neck-Corner Radius Endmill

R Neck R

[aN]
=l

T A% £0. 005mm

Tolerance on Corner radius r

f

o g—

—
o 4 — - - H - ¢~
z i ] L L L [
L o .
FTRCIHBFIES%EP10250  See page 102 for guidelines to icons
Ordering Code Mi” rI L#\lnedcelz(r Flute | Neck |Overall Sg?gk Neck | Interference 9 Stock
Dia. Length Length | Dia. |Length R Angle 0.5° 10 1.5° 20 3°

SPM200-RN4-1-4-0.05-V 4 50 8.75 427 | 447 | 465 | 482 | 5.21 °
SPM200-RN4-1-6-0.05-V 6 50 7.28 6.37 | 6.63 | 6.86 | 7.12 | 7.69 .
SPM200-RN4-1-8-0.05-V 8 50 6.23 845 | 876 | 9.08 | 942 |10.18| e
SPM200-RN4-1-10-0.05-V 0.05| 10 50 5.45 10.5310.90|11.30(11.72|12.67| e
SPM200-RN4-1-12-0.05-V 12 60 4.84 12.61]13.04|13.51|14.02|15.15| e
SPM200-RN4-1-16-0.05-V 16 60 395 16.7417.32|17.95|18.62|20.12| e
SPM200-RN4-1-20-0.05-V 20 60 334 20.8821.60(22.38123.22|25.10| e
SPM200-RN4-1-4-0.1-V ! 4 08 0% 50 8.80 426 | 447 | 464 | 481 | 5.19 .
SPM200-RN4-1-6-0.1-V 6 50 7.31 6.37 | 6.62 | 6.86 | 7.11 | 7.68 .
SPM200-RN4-1-8-0.1-V 8 50 6.25 845 | 876 | 9.07 | 941 |10.17| e
SPM200-RN4-1-10-0.1-V 0.1 10 50 5.46 10.53]10.90|11.29(11.71 |12.65| e
SPM200-RN4-1-12-0.1-V 12 60 4.85 12.60[13.0413.51|14.01 |15.14| e
SPM200-RN4-1-16-0.1-V 16 60 N 4 3.96 16.74117.32117.94|18.61|20.11| e
SPM200-RN4-1-20-0.1-V 20 60 335 20.8721.60|22.37 |23.2125.08| e
SPM200-RN4-1.5-4-0.05-V 4 50 8.12 423 | 442 | 459 | 476 | 5.14 .
SPM200-RN4-1.5-8-0.05-V 8 50 5.60 841 | 871 (902|936 |10.11| e
SPM200-RN4-1.5-12-0.05-V 0.05| 12 60 4.27 12.55[12.99|13.46|13.96|15.09| e
SPM200-RN4-1.5-15-0.05-V 15 60 3.62 15.65|16.20|16.78 |17.41|18.82| e
SPM200-RN4-1.5-20-0.05-V 15 20 12 | 144 60 2.89 20.82|21.55|22.32|23.16| - .
SPM200-RN4-1.5-4-0.1-V 4 50 8.17 423 | 442 | 458 | 475 | 513 .
SPM200-RN4-1.5-8-0.1-V 8 50 5.62 841 | 871 (902|935 |10.10| e
SPM200-RN4-1.5-12-0.1-V 0.1 12 60 4.28 12.55[12.98|13.45|13.95|15.07| e
SPM200-RN4-1.5-15-0.1-V 15 60 3.63 15.65[16.19|16.77 |17.40|18.80| e
SPM200-RN4-1.5-20-0.1-V 20 60 2.90 20.82(21.54(22.32|23.15| - .
;g;%gﬁzti%ﬁe upon Order — s

r +0.005
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Mould Industry | 1&E

INSEINT AR L IEET]
4 Flute, Extended Neck-Corner Radius Endmill

9 4 41 % IR Detail of neck shape

R

Under Neck Length

Fi i 0

Interference angle 0

=i et L L [ [

RCIRBBIES%EP1025T  See page 102 for guidelines to icons

) &g Continue

Ordering Code Mi” rI Lil\lnedc?(r Flute | Neck |Overall SB?;k Neck | Interference 9 Stock
Dia. Length Length| Dia. |Length R Angle 0.5° 10 1.5° 20 30

SPM200-RN4-2-4-0.05-V 4 50 7.32 421|439 | 455 | 472 | 509 | e
SPM200-RN4-2-6-0.05-V 6 50 5.84 6.30 | 6.53 | 6.76 | 7.01 | 7.58 | e
SPM200-RN4-2-8-0.05-V 8 50 4.85 837 | 8.67 | 8.98 | 9.31 |10.07| e
SPM200-RN4-2-12-0.05-V 003 12 60 3.63 12.51(12.95/13.41|13.91|15.04| e
SPM200-RN4-2-16-0.05-V 16 60 2.90 16.65(17.23/17.85|18.51| - .
SPM200-RN4-2-20-0.05-V 20 60 241 20.7821.5022.28 | 23.11| - °
SPM200-RN4-2-4-0.1-V 4 50 7.36 421|438 | 454 | 471 | 508 | e
SPM200-RN4-2-6-0.1-V 6 50 5.86 6.29 | 6.53 | 6.76 | 7.01 | 7.57 | e
SPM200-RN4-2-8-0.1-V 8 50 4.87 8.37 | 8.66 | 8.97 | 9.31 [10.05| e
SPM200-RN4-2-12-0.1-V 0 12 60 3.64 12.51]12.94|13.41(13.91|15.03| e
SPM200-RN4-2-16-0.1-V 16 60 2.90 16.65|17.22117.841851| - .
SPM200-RN4-2-20-0.1-V 20 60 242 20.78 |21.50|22.27 | 23.11| - .
SPM200-RN4-2-4-0.2-V 2 4 16 [192| 50 4 4 7.46 420 | 437 | 453 | 469 | 506 | e
SPM200-RN4-2-6-0.2-V 6 50 5.93 6.29 | 6.52 | 6.75 | 6.99 | 754 | e
SPM200-RN4-2-8-0.2-V 8 50 491 8.37 | 8.66 | 8.96 | 9.29 |10.03| e
SPM200-RN4-2-12-0.2-V 02| 12 60 3.66 12.51(12.94|13.40|13.89|15.00| e
SPM200-RN4-2-16-0.2-V 16 60 292 16.64(17.22|17.83|1849| - °
SPM200-RN4-2-20-0.2-V 20 60 243 20.7821.4922.26 | 23.09 | - °
SPM200-RN4-2-25-0.2-V 25 70 2.00 25.95|26.84(27.80| - - .
SPM200-RN4-2-30-0.2-V 30 70 1.71 3111132193335 - - °
SPM200-RN4-2-4-0.3-V 4 50 7.56 420 | 437 | 452 | 468 | 503 | e
SPM200-RN4-2-8-0.3-V 8 50 4.96 8.36 | 8.65 | 8.95 | 9.28 [10.01| e
SPM200-RN4-2-12-0.3-V 03| 12 60 3.69 12.50(12.93/13.39/13.88|14.98| e
SPM200-RN4-2-16-0.3-V 16 60 293 16.64 (17.21|17.82 /1848 | - )
SPM200-RN4-2-20-0.3-V 20 60 2.44 20.77 12149 22.25|23.08 | - .
ohmAEEFFStock r&D AETol
oFETRxEAvailable upon Order r +0.005
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INSERINT AR RSLI 785 T]
4 Flute, Extended Neck-Corner Radius Endmill

R Neck R
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T A% £0. 005mm

Tolerance on Corner radius r
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) £E8i Continue

Ordering Code Mill rI L’J\‘nedcir Flute | Neck |Overall SB?;k Neck | Interference J Stock

Dia. Length Length| Dia. |Length R Angle 0.5° 10 1.5° 20 3°

SPM200-RN4-2-4-0.5-V 4 50 7.76 419 | 435 | 450 | 465 | 498 | e
SPM200-RN4-2-6-0.5-V 6 50 6.11 6.28 | 650 | 6.71 | 6.95 | 747 |
SPM200-RN4-2-8-0.5-V 8 50 5.04 836 | 864 | 893 | 925|996 | e
SPM200-RN4-2-12-0.5-V 12 60 373  |1250|12.92(1336|13.85|1493| e
SPM200-RN4-2-16-0.5-V 2|02 16 16 1192 60 296 |16.63]17.19(17.80|1845| - .
SPM200-RN4-2-20-0.5-V 20 60 246  |2077|2147|22.23|23.05| - o
SPM200-RN4-2-25-0.5-V 25 70 203 [2594(26.82(27.77|2879| - o
SPM200-RN4-2-30-0.5-V 30 70 172 311032173331 - = o
SPM200-RN4-2.5-8-0.1-V 8 50 3.98 834 | 863 | 894 | 927 |10.02| e
SPM200-RN4-2.5-16-0.1-V 01| 16 60 N 229 |16.62[17.19(17.81|1847| - o
SPM200-RN4-2.5-20-0.1-V 20 60 1.89  |20.75|2147|22.24| - - o
SPM200-RN4-2.5-8-0.2-V 8 50 . 4.02 834|863 |893|926|999 | e
SPM200-RN4-2.5-16-0.2-V 02| 16 60 230 |16.61[17.18(17.80|1846| - .
SPM200-RN4-2.5-20-0.2-V 23 20 2|2 60 190  |20.75(21.46|2223| - = o
SPM200-RN4-2.5-12-0.3-V 12 60 295  |1247]12.90(13.35|13.84| - .
SPM200-RN4-2.5-20-0.3-V 03 20 60 191  |20.74|2146(2222| - = o
SPM200-RN4-2.5-12-0.5-V 12 60 299  [1247[12.88(1333[13.81| - .
SPM200-RN4-2.5-20-0.5-V 03 20 60 192 |20.74|21.44|2220| - = .
SPM200-RN4-3-8-0.1-V 8 60 6.32 832|861 |892|925|999 | e
SPM200-RN4-3-16-0.1-V 16 60 399  [16.59(17.17(17.78(18.45(19.94| e
SPM200-RN4-3-25-0.1-V 5 0 25 o4 | 288 70 . 282 [2590(26.79|27.76|28.80| - o
SPM200-RN4-3-30-0.1-V 30 80 242  [31.06(32.14|33.30|3455| - o
SPM200-RN4-3-8-0.2-V o 8 60 6.36 832|860 | 891 | 923|997 | e
SPM200-RN4-3-12-0.2-V 12 60 492 [1245(12.8813.34|13.83|14.94| e

onfEEfFStock
oFEFhEAvailable upon Order
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SPM200-RN4

INSEINT AR L IEET]
4 Flute, Extended Neck-Corner Radius Endmill

9 4 41 % IR Detail of neck shape

R

Under Neck Length

Fi i 0

Interference angle 0

w 35“/38°
= | @ [ ]
RCIRBBIES%EP1025T  See page 102 for guidelines to icons

) 48 Continue

TS gy o ) | o mea) T TER e e%%?@??ﬂ?%fﬁ@ggm |
Ordering Code Mi” rI Lil\lnedc?(r Flute | Neck |Overall SB?;k Neck | Interference 9 Stock
Dia. Length Length | Dia. |Length R Angle 0.5° 10 15° | 2° 30

SPM200-RN4-3-16-0.2-V 16 60 4.00 16.59|17.16 | 17.77 18431991 | e
SPM200-RN4-3-20-0.2-V 20 70 3.38 20.72|21.44|22.21|23.03 12488 | e
SPM200-RN4-3-25-0.2-V 02 25 70 2.82 25.89(26.79|27.75|28.78 | - .
SPM200-RN4-3-30-0.2-V 30 80 243 31.06|32.14|33.29 |3453| - .
SPM200-RN4-3-8-0.3-V 8 60 6.41 8.32 1860 | 890 | 922 | 994 | e
SPM200-RN4-3-16-0.3-V 16 60 4.02 16.59|17.15|17.76 | 18.4219.89| e
SPM200-RN4-3-20-0.3-V 03| 20 70 3.39 20.72|21.43|22.2023.02 | 24.86| e
SPM200-RN4-3-25-0.3-V 25 70 2.83 25.89(26.78|27.74|28.77 | - °
SPM200-RN4-3-30-0.3-V } 30 24 | 288 80 243 31.06|32.13|33.28 |34.52| - .
SPM200-RN4-3-8-0.5-V 8 60 6.51 831 | 858|887 |919|989 | e
SPM200-RN4-3-12-0.5-V 12 60 5.00 12.44112.8613.31(13.79|14.87| e
SPM200-RN4-3-16-0.5-V 16 60 4.06 16.58(17.1417.74 (18.39|19.84| e
SPM200-RN4-3-20-0.5-V 05| 20 70 ° N 342 20.71|21.42|22.17 2299 |124.81| e
SPM200-RN4-3-25-0.5-V 25 70 2.85 25.88(26.77|27.72|28.74 | - °
SPM200-RN4-3-30-0.5-V 30 80 2.45 31.05(32.12|33.26 | 3449 | - .
SPM200-RN4-3-35-0.5-V 35 80 2.14 36.22|37.46|38.80(40.23 | - .
SPM200-RN4-4-12-0.1-V 12 60 3.66 12.44112.8713.33(13.83|14.94| e
SPM200-RN4-4-20-0.1-V 20 60 242 20.71|21.43|22.20|23.03 | - .
SPM200-RN4-4-30-0.1-V 0 30 80 1.71 31.05|32.12|33.28| - - .
SPM200-RN4-4-40-0.1-V 4 40 32 |386 80 1.32 41.38 4282 | - - - .
SPM200-RN4-4-12-0.2-V 12 60 3.68 12.44112.86|13.32(13.81|14.92| e
SPM200-RN4-4-20-0.2-V 02 20 60 243 20.71(21.42|22.19|23.01| - .
SPM200-RN4-4-30-0.2-V 30 80 1.71 31.04|32.12|33.27| - - .
SPM200-RN4-4-40-0.2-V 40 80 1.32 41.38 4281 - - - °
;g;%gﬁitiloaﬁe upon Order rab S
r +0.005
D o1
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SPM200-RN4

INSERINT AR RSLI 785 T]
4 Flute, Extended Neck-Corner Radius Endmill

R Neck R
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Tolerance on Corner radius r
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Ordering Code Mill rI L’J\‘nedcir Flute | Neck |Overall SB?;k Neck | Interference 9 Stock

Dia. Length Length| Dia. |Length R Angle 0.5° 10 1.5° 20 3°
SPM200-RN4-4-12-0.3-V 12 60 3.70 12.43(12.86|13.31(13.80|14.89| e
SPM200-RN4-4-20-0.3-V 03 20 60 244 20.70|21.41|22.18|23.00| - .
SPM200-RN4-4-30-0.3-V 30 80 1.72 31.04|32.11|33.26| - - .
SPM200-RN4-4-40-0.3-V 40 80 1.32 41.38|42.81 - - - .
SPM200-RN4-4-12-0.5-V N 12 32 | 386 60 3.75 12.43(12.84|13.29|13.77 1484 | e
SPM200-RN4-4-20-0.5-V 20 60 247 20.70|21.40|22.15|22.97| - .
SPM200-RN4-4-30-0.5-V 03 30 80 1.73 31.03|32.10(33.24| - - .
SPM200-RN4-4-40-0.5-V 40 80 1.33 4137 |42.79| - - - .
SPM200-RN4-5-20-0.1-V 01 20 70 1.32 20.70|21.42| - - - .
SPM200-RN4-5-40-0.1-V 40 90 0.69 4138 - - - - .
SPM200-RN4-5-20-0.2-V 20 70 1.32 20.70 | 21.41 - - - .
SPM200-RN4-5-40-0.2-V 02 40 90 0.69 4137 - - - - .
SPM200-RN4-5-20-0.3-V 20 70 o 4 1.33 20.69 | 21.41 - - - .
SPM200-RN4-5-40-0.3-V E e v B R ™ 069 |4137| - - - - | e
SPM200-RN4-5-20-0.5-V 20 70 1.34 20.69(21.39| - - - .
SPM200-RN4-5-40-0.5-V 03 40 90 0.70 4136| - - - - .
SPM200-RN4-5-20-1-V 1 20 70 1.38 20.6721.36| - - - .
SPM200-RN4-5-40-1-V 40 90 0.71 4134 - - - - .
SPM200-RN4-6-30-0.2-V 30 80 - - - - - - .
SPM200-RN4-6-54-0.2-V 0.2 54 100 = - - - - - .
SPM200-RN4-6-72-0.2-V 72 120 - - - - - - .
SPM200-RN4-6-30-0.3-V ® 0 | %0 - - - - 2 = .
SPM200-RN4-6-54-0.3-V 0.3 54 100 - - - - - - .
SPM200-RN4-6-72-0.3-V 72 120 - - - - - - .
:g;%gﬁzti%ﬁe upon Order b 2=kl
r +0.005
D o
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SPM200-RN4

INSEINT AR L IEET]
4 Flute, Extended Neck-Corner Radius Endmill

Fi 0

Interference angle 0

SEbRAT K
The effective
under-neck length

Htlifa

Draft angle
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: |
Under Neck Length FRICHBEIESEP102IT  See page 102 for guidelines to icons
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M2 | e | T | 1k @ | 2k @ | For L g
iTes D Ef L1 Le a2 L HRd R I@ The effectlve_under—neck length for B
= 2| Under Shank the various draft angles
Ordering Code Mill | = = Neck | Flute |Neck |Overall| “pi ™ |Neck| Interference Stock
Dia. Length Length| Dia. |Length R Angle 05° | 1° | 15° | 2° 30
SPM200-RN4-6-30-0.5-V 30 80 - - - - - - .
SPM200-RN4-6-54-0.5-V 0.5 54 100 - - S - = - .
SPM200-RN4-6-72-0.5-V 72 120 - - - = - - °
6 48 |5.85 6 4
SPM200-RN4-6-30-1-V 30 80 - - - = - . .
SPM200-RN4-6-54-1-V 1 54 100 - - - - - - .
SPM200-RN4-6-72-1-V 72 120 - - - o - o .
ok REFFStock r&D AZTol
oFETRxEAvailable upon Order . 0008
D o1

{irunit (mm)
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INESRINT 278Kk 758T]
2 Flute, Extended Neck-Ballnose Endmill

—
R Neck R e _—

L
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FRCIHBFIESEP102IT See page 102 for guidelines to icons

—
(el

o |y | TR | i mz| ek e | m | TR | o tne
RS D = L1 Lc d2 L d R 0 various draft angleg EF
B Ml | R | Nk | Flute | Mok | Overal | stonk | Neck | "G stodk

Length 05° | 1° | 15°| 2° | 3°
SPM200-BN2-0.1-0.2-V 0.2 1466 | 02 | 021]022|024|026| e
SPM200-BN2-0.1-0.3-V 0.1 |0.05| 03 | 008|008 50 | 4 | 1 1448 | 031|033 |034(036(039| e
SPM200-BN2-0.1-0.5-V 0.5 1412 | 052 | 055 | 0.57 | 0.59 | 0.64 | e
SPM200-BN2-0.2-0.5-V 05 1421 | 051 | 053 | 0.55 | 057 | 061 | e
SPM200-BN2-0.2-0.75-V 0.75 1377 | 078 | 08 | 083 | 086|092 | e
SPM200-BN2-0.2-1-V 1 1336 | 1.04 (107 | 111 | 115 | 123 | e
SPM200-BN2-0.2-1.25-V 1.25 1297 | 13 [ 134|139 | 143|154 | e
SPM200-BN2-0.2-1.5-V 02 | 04 15 016 1047) 50 a0 12,6 156 | 1.61 | 166 | 172 | 185 | e
SPM200-BN2-0.2-2-V 2 1192 | 207 (214|222 | 23 | 248 | o
SPM200-BN2-0.2-2.5-V 25 1131 | 259|268 (277|287 | 31 | e
SPM200-BN2-0.2-3-V 3 1076 | 3.11 | 321|333 (345|372 | e
SPM200-BN2-0.3-0.5-V 0.5 1417 | 052 | 055|057 | 06 | 066 | e
SPM200-BN2-0.3-0.75-V 0.75 1372 | 079 (083|087 | 091 | 098 | e
SPM200-BN2-0.3-1-V 1 133 [ 105|111 116 | 12 | 129 | e
SPM200-BN2-0.3-1.25-V 1.25 129 | 132 (138|144 | 15 | 161 | e
SPM200-BN2-0.3-1.5-V 03 1013 1.5 02410271 50| 4 1 2 1253 | 158 | 166|172 178|192 | e
SPM200-BN2-0.3-2-V 2 1184 | 211| 22 | 228236254 o
SPM200-BN2-0.3-2.5-V 25 1122 | 263 (274|283 293|316 | e
SPM200-BN2-0.3-3-V 3 1066 | 3.15|3.27 [ 339 | 351 | 378 | e
SPM200-BN2-0.4-0.75-V 0.75 1378 | 078 (082|086 | 09 | 097 | e
SPM200-BN2-0.4-1-V 1 1334 [ 1.05| 1.1 [ 115119 | 128 | e
SPM200-BN2-0.4-1.5-V 04 | 02| 15 [032|037| 50 | 4 | 2 1255 | 158 (165|172 178 | 19 | e
SPM200-BN2-0.4-2-V 2 1184 | 211(219 (227|235 253 | e
SPM200-BN2-0.4-2.5-V 25 112 | 263(273(283(293 315 e
:%%%ngvitigcthe upon Order Rsszs /‘ii:zla
R>0.25 +0.005
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IMEBRINT27)8kL 3785870
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21345 ¥ 40 J% Ik Detail of neck shape

foo
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iz | B | e | 2 o ; 7 XS R A RIS
o= iz Bk It—l KTz | 2K | B | R :F:g% The effective under-neck length for the
&S D = Lc d2 L d R various draft angles 7
Ordering Code Mill | & | Rkl | Flute | Neck | Overall| Shank | Neck | terference Stock
Dia. Length Length| Dia. | Length | Dia. R 0.5° 10 1.5° 2° 30
SPM200-BN2-0.4-3-V 3 10.63 315|327 | 338 | 35 | 3.77 (]
SPM200-BN2-0.4-3.5-V 3.5 10.12 367 | 38 | 394 | 408 | 4.39 (]
04 | 0.2 0.32 {037 | 50 4 2
SPM200-BN2-0.4-4-V 4 9.65 419 | 434 | 449 | 465 | 5.01 .
SPM200-BN2-0.4-4.5-V 4.5 9.22 471 | 487 | 5.04 | 5.23 | 5.63 .
SPM200-BN2-0.5-1-V 1 13.39 1.05 | 1.09 | 1.14 | 1.19 | 1.27 .
SPM200-BN2-0.5-1.5-V 1.5 12.56 158 | 1.65 | 1.71 | 1.77 | 1.89 .
SPM200-BN2-0.5-2-V 2 11.83 2.1 | 219 | 227 | 234 | 251 .
SPM200-BN2-0.5-2.5-V 2.5 11.18 263 | 273 | 282 | 292 | 3.14 °
SPM200-BN2-0.5-3-V 3 10.6 315 | 3.27 | 3.38 | 349 | 3.76 °
0.5 | 0.25 04 047 | 50 4 2
SPM200-BN2-0.5-4-V 4 9.6 419 | 434 | 448 | 464 5 °
SPM200-BN2-0.5-5-V 5 8.77 523 | 541 | 559 | 579 | 6.24 °
SPM200-BN2-0.5-5.5-V 5.5 8.4 575|594 | 6.15 | 6.37 | 6.86 .
SPM200-BN2-0.5-6-V 6 8.07 6.27 | 648 | 6.7 | 694 | 749 °
SPM200-BN2-0.5-8-V 8 6.96 8.33 | 862 | 892 | 9.24 | 9.97 °
SPM200-BN2-0.6-1-V 1 13.15 1.07 | 114 | 1.2 | 1.27 | 1.41 °
SPM200-BN2-0.6-2-V 2 11.61 215 | 228 | 239 | 25 2.7 °
SPM200-BN2-0.6-2.5-V 2.5 10.96 2.68 | 284 | 297 | 3.09 | 3.32 °
SPM200-BN2-0.6-3-V 3 10.38 3.22 | 3.39 | 3.54 | 3.67 | 3.95 .
SPM200-BN2-0.6-3.5-V 35 9.86 375|394 | 41 | 425 | 457 .
06 | 0.3 048 | 0.57| 50 4 4
SPM200-BN2-0.6-4-V 4 9.39 428 | 448 | 466 | 482 | 5.19 .
SPM200-BN2-0.6-4.5-V 4.5 8.97 481 | 503 | 521 | 54 | 581 °
SPM200-BN2-0.6-5-V 5 8.57 533 | 5,57 | 5.77 | 597 | 6.43 .
SPM200-BN2-0.6-5.5-V 55 8.22 586 | 6.11 | 6.32 | 6.55 | 7.05 .
SPM200-BN2-0.6-6-V 6 7.89 6.38 | 6.64 | 6.87 | 7.12 | 7.67 ]
oiERETE Stock N
oFEFRAE Available upon Order R A 1]
R<0.25 +0.003
R>0.25 +0.005
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; B | e | 2 . / 7 YRR IEFRRERERIK
=] s Bk Itflx R\ 2| 2K | W | 3@ :Flé The effective under-neck length for the
1J&RS D = Lc d2 L d R various draft angles EF
Ordering Code Mil | & | 9eT | Flute | Neck | Overall | Shank |Neck | Interference Stock
Dia. Length Length| Dia. | Length | Dia. R 9 0.5° 10 1.5° 20 3°

SPM200-BN2-0.6-7-V 7 73 743 | 7.71 | 798 | 8.27 | 8.92 °

SPM200-BN2-0.6-8-V 8 6.79 848 | 878 | 9.09 | 942 [10.16| e

SPM200-BN2-0.6-9-V 0.6 | 0.3 9 048 | 0.57 | 50 4 4 6.35 9.52 | 9.85 | 10.2 |10.57| 11.4 °

SPM200-BN2-0.6-10-V 10 597 10.56[10.92|11.31(11.72|12.65| e

SPM200-BN2-0.6-12-V 12 532 12.63|13.06|13.52(14.02|15.13| e

SPM200-BN2-0.7-2-V 2 11.6 214 | 227 | 239 | 249 | 2.69 °

SPM200-BN2-0.7-4-V 4 9.33 427 | 448 | 465 | 481 | 5.18 °
0.7 {0.35 0.56 | 0.67 | 50 4 4

SPM200-BN2-0.7-6-V 6 7.81 6.38 | 6.64 | 6.87 | 7.11 | 7.66 °

SPM200-BN2-0.7-8-V 8 6.71 847 | 878 | 9.09 | 941 |10.15| e

SPM200-BN2-0.8-2-V 2 11.64 212 | 224 | 235 | 245 | 2.63 °

SPM200-BN2-0.8-4-V 4 9.3 425 | 444 | 461 | 477 | 512 °

SPM200-BN2-0.8-5-V 5 8.45 53 | 553 | 572|592 | 6.36 °
08 | 04 0.64 | 0.76 | 50 4 4

SPM200-BN2-0.8-6-V 6 7.74 6.35 | 6.6 | 6.83 | 7.07 | 7.61 °

SPM200-BN2-0.8-8-V 8 6.63 844 | 874 | 9.04 | 9.37 |10.09| e

SPM200-BN2-0.8-10-V 10 5.8 10.52110.88|11.26|11.67 | 12.58| e

SPM200-BN2-0.9-2-V 2 11.63 212 | 223 | 234 | 244 | 262 °

SPM200-BN2-0.9-4-V 4 9.24 425 | 444 | 46 | 476 | 5.11 .
0.9 |0.45 0.72 {086 | 50 4 4

SPM200-BN2-0.9-6-V 6 7.66 635 | 66 | 682 |7.06 | 7.6 .

SPM200-BN2-0.9-8-V 8 6.54 844 | 874 | 9.04 | 9.36 |10.08| e

SPM200-BN2-1-2-V 2 11.62 212 | 223 | 233 | 243 | 2.61 .

SPM200-BN2-1-3-V 3 10.25 318 | 3.34 | 348 | 3.6 | 3.85 .

SPM200-BN2-1-4-V 1 0.5 4 08 |096| 50 4 4 9.17 424 | 443 | 46 | 475 | 5.1 .

SPM200-BN2-1-5-V 5 8.29 53 | 552|571 | 59 | 634 .

SPM200-BN2-1-6-V 6 7.57 6.35 | 6.59 | 6.81 | 7.05 | 7.58 .

oiTERETF Stock N

oFEFRE Available upon Order R &R

R<0.25 +0.003
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SPM200-BN2

IMEBRINT27)8kL 3785870
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T N\ G @2 | AcrsiN ‘W -
- N N sk ‘ m Ballnose
Under Neck Length | FRCIHBAIESEP102IT  See page 102 for guidelines to icons
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- N g > S =T b
=] o B _ZLEEF R\ | 2K | B &R :Flg The eﬁZc{&}%i%E—Er?eﬁx&Eztﬁ for the
]S D = Lc d2 L d R various draft angles EZE2
Ordering Code Mill ~ Und(le(r Flute | Neck | Overall | Shank | Neck Interferlence Stock
Dia. R L,e\zlr?;th Length| Dia. |Length | Dia. R Angle 0.5° 10 1.5° 20 3°
SPM200-BN2-1-7-V 7 50 6.96 739 | 766 | 792 | 82 | 883 .
SPM200-BN2-1-8-V 8 50 6.44 844 | 873 |9.03 | 935 |10.07| e
SPM200-BN2-1-9-V 9 50 5.99 948 | 9.8 [10.14] 105 |11.31| e
SPM200-BN2-1-10-V 10 50 5.6 10.5210.87 | 11.25|11.65 | 1256 | e
SPM200-BN2-1-12-V 12 55 4.96 12.59(13.01|13.46| 1395 |15.04| e
1 0.5 0.8 | 0.96 4 4
SPM200-BN2-1-13-V 13 55 4.69 13.62|14.08|14.57 | 15.1 |16.29| e
SPM200-BN2-1-14-V 14 55 445 14.66 |15.15|15.68 | 16.25 |17.53| e
SPM200-BN2-1-16-V 16 55 4.03 16.73117.29| 179 | 18.55|20.01| e
SPM200-BN2-1-18-V 18 60 3.69 18.79(19.43|20.11 | 20.85 | 22.5 .
SPM200-BN2-1-20-V 20 60 34 20.86|21.57 (22.33|23.1524.99| e
SPM200-BN2-1.1-2-V 2 11.61 211 1222 | 232 | 242 | 26 .
SPM200-BN2-1.1-4-V 4 9.09 424 | 443 | 459 | 474 | 5.08 (]
SPM200-BN2-1.1-6-V 1.1 10.55 6 0.88 | 1.06 | 50 4 4 747 6.34 | 6.59 | 6.81 | 7.04 | 7.57 .
SPM200-BN2-1.1-8-V 8 6.34 843 | 873 |9.03 | 934 |[10.06| e
SPM200-BN2-1.1-10-V 10 55 10.51|10.87|11.24|11.64 |1254| e
SPM200-BN2-1.2-4-V 4 50 9.05 422 | 44 | 455 | 47 | 504 (]
SPM200-BN2-1.2-8-V 8 50 6.25 841 | 87 (899 | 93 |10.01| e
1.2 | 0.6 0.96 | 1.15 4 4
SPM200-BN2-1.2-10-V 10 50 5.41 10.49|10.84|11.21| 11.6 | 125 .
SPM200-BN2-1.2-12-V 12 55 4.77 12.5612.97|13.42| 139 |1498| e
SPM200-BN2-1.4-8-V 8 50 6.04 8.38 | 8.66 | 895 | 9.26 | 9.96 (]
SPM200-BN2-1.4-12-V 14 | 0.7 12 112 | 1.34| 55 4 4 4.56 12.53112.9413.38(13.86 | 1493 | e
SPM200-BN2-1.4-16-V 16 55 3.67 16.66|17.22|17.82|18.46 | 19.9 .
SPM200-BN2-1.5-4-V 4 8.82 42 | 436 | 451 | 465 | 497 .
1.5 |0.75 12 (1.44| 50 4 4
SPM200-BN2-1.5-6-V 6 7.08 6.29 | 6.52 | 6.73 | 6.95 | 7.46 .
oFERETE Stock I\
oFEFRzE Available upon Order R A 1]
R<0.25 +0.003
R>0.25 +0.005

Bfifunit (mm)

HEETHISS 5 p368

Cutting Parameters
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¥E | Mould Industry GESAC

SPM200-BN2

INESRINT 278Kk 758T]
2 Flute, Extended Neck-Ballnose Endmill

—
R Neck R - _—

L

L1 ’
L aa G =Y AS 10

FRCIHBEIESEP102T  See page 102 for guidelines to icons

—
(el

) &&8i Continue

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

T Ml | R | Nk | Flute | Mok | Overal| stonk | Neck | "5 stock
Length 0.5° 1° 1.5° 2° 3°
SPM200-BN2-1.5-8-V 8 50 592 | 838|866 |895|925|994 | e
SPM200-BN2-1.5-10-V 10 50 508 |10.46| 10.8 [11.16|11.55|12.43| e
SPM200-BN2-1.5-12-V 12 55 445 |1253|12.94|13.38|13.8514.92| e
SPM200-BN2-1.5-14-V 15 |075| 14 | 1.2 |144| 55 4 | 4 396 | 146 |15.08| 15.6 |16.15| 174 | e
SPM200-BN2-1.5-16-V 16 55 357  |16.66|17.22|17.81|18.45|19.89| e
SPM200-BN2-1.5-18-V 18 60 325 [18.73]19.36|20.03|20.75|22.38| e
SPM200-BN2-1.5-20-V 20 60 298 | 208|215 |22.25|23.05| - o
SPM200-BN2-1.6-8-V 8 50 58 838 | 866 | 894 | 925 | 993 | e
SPM200-BN2-1.6-12-V 12 55 434  |1253|12.94|1337|13.85| 149 | e
SPM200-BN2-1.6-16-V 1608 16 1.28 | 1.34 55 44 347 |16.66|17.21|17.81|18.44|19.88| o
SPM200-BN2-1.6-20-V 20 60 2.89 | 20.8 |21.49|22.24|23.04| - o
SPM200-BN2-1.8-8-V 8 50 555 | 836 | 863|891 (921|988 e
SPM200-BN2-1.8-12-V 12 55 411 12.5 |12.91(13.34[13.81|14.85| o
SPM200-BN2-1.8-16-V 18|09 16 1441173 55 4 326  |16.64|17.19(17.77[1841[19.83| e
SPM200-BN2-1.8-20-V 20 60 27 |2077|21.46|22.21|23.01| - .
SPM200-BN2-2-3-V 3 50 972 311322332 |342 362 e
SPM200-BN2-2-4-V 4 50 832 | 416|431 | 444 | 457 | 486 | e
SPM200-BN2-2-6-V 6 50 646 | 6.26 | 646 | 6.66 | 6.87 | 7.35 | e
SPM200-BN2-2-8-V 8 50 527 |834| 86 |888|9.17|984 | e
SPM200-BN2-2-10-V 2 |1 10 | 16 [192| 50 4 | 4 446 |1041|10.74|11.09|11.47|1232| o
SPM200-BN2-2-12-V 12 55 386 [12.48(12.88|13.31|13.77|14.81| e
SPM200-BN2-2-13-V 13 55 362 [13.51(13.95|14.42|14.92|16.05| e
SPM200-BN2-2-14-V 14 55 34 |1455[1502|15.53|16.07|17.29| e
SPM200-BN2-2-16-V 16 55 304 |16.62|17.16(17.74(18.37[19.78| e
;%%%ngv?ilc;ckhe upon Order Rs:.zs i\oﬁ;z;
R>0.25 +0.005

BAfizunit (mm)

HETHISS % p368
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GESAC Mould Industry | #&E

SPM200-BN2

IMEBRINT27)8kL 3785870
2 Flute, Extended Neck-Ballnose Endmill S M

The effective

Fifi 0

Interference angle 0

e il
Draft angle
under-neck length

21345 ¥ 40 J% Ik Detail of neck shape

R QAL @2 | Acrsin ‘W -
- - - T Tae ‘ m Ballnose
Under Neck Length | FRCIHBAIESEP102IT  See page 102 for guidelines to icons

) &80 Continue

\ oy | TR | me| ek e | m | TR | fortne
RS D = L1 Lc d2 L d R 0 various draft angleg EF
e Ml | R | Nk | Flue | Neck| Overal | stonk | Neck | "G stodk
Length 05° | 1° | 15°| 20 | 3°
SPM200-BN2-2-18-V 18 60 275 |1868| 19.3 [19.96(2067| - .
SPM200-BN2-2-20-V 20 60 251 |2075|21.44|22.18|2297| - .
SPM200-BN2-2-22-V 22 60 231 |22.82]2358|2439(2527| - .
SPM200-BN2-2-25-V 2 | 1| 25 | 16 |192| 65 | 4 | 4 206 |2592|2679|27.72|2872| - .
SPM200-BN2-2-30-V 30 70 175 |31.09(32.14|33.26| - - .
SPM200-BN2-2-35-V 35 75 152 |36.26(37.48| 388 | - - o
SPM200-BN2-2-40-V 40 80 134 |4142]4283] - - - .
SPM200-BN2-2.5-6-V 6 50 562 |622|641| 66 | 68 |7.25| e
SPM200-BN2-2.5-10-V 10 50 369 |10.37[10.69/11.03| 114 |12.23| e
SPM200-BN2-2.5-15-V 15 55 259 |15.54|16.04/16.58(17.15| - .
SPM200-BN2-2.5-20-V 25 |12 20 S 60 o 199 |2071(2139|22.12| - - o
SPM200-BN2-2.5-25-V 25 65 162 |25.88(26.74|27.66| - 5 .
SPM200-BN2-2.5-30-V 30 70 136 |31.05(32.09| - - - .
SPM200-BN2-3-8-V 8 55 704 | 827|851 877|904 |965| e
SPM200-BN2-3-10-V 10 55 6.05 |10.34|10.65/10.98|11.34|12.14| e
SPM200-BN2-3-13-V 13 60 5 13.44|13.86(14.31 (1479|1587 |
SPM200-BN2-3-16-V 16 60 426 |1655|17.07|17.63(1824| 196 |
SPM200-BN2-3-20-V e 20 24 |28 65 L 356 |20.68|21.35|22.07|22.84|2457| e
SPM200-BN2-3-25-V 25 70 295 |2585| 267 |27.61|2859| - .
SPM200-BN2-3-30-V 30 75 252 |31.02]32.0533.15(3434| - .
SPM200-BN2-3-35-V 35 80 22 |36.19(37.39|386940.08| - .
SPM200-BN2-3.5-15-V 15 60 399 1549|1596 16.48|17.03|1827| e
SPM200-BN2-3.5-25-V 35 [175| 25 | 2.8 |336| 70 | 6 | 4 256 |25.82|26.6627.56(28.53| - .
SPM200-BN2-3.5-35-V 35 80 1.89 |36.16(37.36|38.64| - - .
;%‘%%gﬁvsatigl;e upon Order Rsz.zs /ioﬁ;z;
R>0.25 +0.005

BAfizunit (mm)

HEETHISS 5 p368
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¥E | Mould Industry GESAC

SPM200-BN2

INESRINT 278Kk 758T]
2 Flute, Extended Neck-Ballnose Endmill

—
R Neck R - _—

L

L1 ’
L aa G =Y AS 10

FRCIHBFIESEP102IT See page 102 for guidelines to icons

—
(el

) 4E8ii Continue

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

iz | | B | e | 2 2 ’ 7 XS RHRIEFRRIE RS
S ELE B 1)[1 oK\ T2 | 2K | B | R :Flg% The effective under-neck length for the
&S D = Lc d2 L d R various draft angles 7
Ordering Code Mill ; L’J\‘nedcele(r Flute | Neck | Overall | Shank | Neck Int?&':‘egrleence Stock
Dia. Length Length| Dia. | Length | Dia. R 0.5° 1° 1.5° 20 30

SPM200-BN2-3.5-45-V 35 [1.75] 45 28 336 90 6 4 15 46.5 |48.05| - - - .

SPM200-BN2-4-10-V 10 55 4.86 10.31| 10.6 |10.91(11.24|{11.99| e

SPM200-BN2-4-13-V 13 60 3.88 13.41(13.81|14.23|14.69|15.72| e

SPM200-BN2-4-16-V 16 60 3.23 16.51(17.02|17.56 |18.14|19.45| e

SPM200-BN2-4-20-V 20 65 2.63 20.65| 21.3 |21.99|22.74| - .

SPM200-BN2-4-25-V 25 70 2.14 25.81|26.64 |27.532849| - .
4 2 32 | 386 6 4

SPM200-BN2-4-30-V 30 75 1.81 30.98(31.99(33.08| - - .

SPM200-BN2-4-35-V 35 80 1.56 36.15|37.34|38.62| - - .

SPM200-BN2-4-40-V 40 80 1.38 4132|4269 | - - - .

SPM200-BN2-4-45-V 45 90 1.23 46.49 |48.04| - - - .

SPM200-BN2-4-50-V 50 100 1.1 51.66|53.39| - - - °

SPM200-BN2-5-20-V 20 65 1.48 20.62|21.25| - - - .

SPM200-BN2-5-25-V 25 70 1.18 25.79| 26.6 - - - .
5 2.5 4 1485 6 4

SPM200-BN2-5-30-V 30 75 0.98 3096 | - o - = .

SPM200-BN2-5-40-V 40 80 0.73 4129 - - - - .

SPM200-BN2-6-12-V 12 60 - - - - - - .

SPM200-BN2-6-20-V 20 65 - - - - - - .
6 3 6 5.85 6 -

SPM200-BN2-6-30-V 30 75 - - - - - - .

SPM200-BN2-6-50-V 50 100 - - - - - - .

oinEFERF Stock N

oFEFRAE Available upon Order R Il

R<0.25 +0.003

R>0.25 +0.005

BAfi7unit (mm)

HETHISS % p368

Cutting Parameters
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GESAC

AT 2B
Application Case

IREREEINT
Stamping Die Machining

EEIE
DS UP210-SL4-12045
Type
B.E*W% D12*45*100*d12
Size
MIMH H13(45HRC)
Workpiece pre— H - =

o I EE
tﬂﬁﬂﬁﬁ;‘f 2600RPM(100m/min) Workpiece Profiling
Cutting Speed
AR .
Feed Rate 1600mm/min (0.15mm/z)
RIS e
Cutting Method Side Milling
IHIE

] = ,.ae=0.05-0.2

il Bl ap=30mm,ae=0.05-0.2mm GESAC
GE" =% P SN R
Cooling Method Air Cooling Wear Condition of Cutting 1.5H

ARSI MIZACERIN T
Type Block Contour Finishing

EEE
Lt SP210-S4-10025
Type
J?Eﬂﬂ% D10*25*100*d10
Size
IR
i . Q235A(HB200)
YIHIRE .
Cutting Speed 5100RPM(160m/min)
Feed Rate 1600mm/min (0.078mm/z)
PIRIA= SMIZASBRREINT
Cutting Method Contour Finishing
BT ) 3
Cutting Depth ap=12mm,ae=0.15mm
BREAR . .
Cooling Method FLEEmulsion

ITRE (m)
Cutting length

KY/CD
GESAC
0 50 100 150 200 250
INTEwRItL
Endmills life comparison
HEREfficiency +167%

Fanlife +283%
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GESAC

AT 2

Application Case

FERIR SN T
Magnetic Chuck

JIBEES
Type

UPR210-S4-10025

TIEME

Size

D10*C0.3*25*75*d10

nITAAs
Workpiece

45#(180HB)

PIHIRE
Cutting Speed

5500rpm (172.7m/min)

Feed Rate

600mm/min (0.027mm/z)

IS
Cutting Method

f&¢kSlotting

RIS
Cutting Depth

ap=6mm,ae=10mm

JEZ Y p
Cooling Method

FLAREmMuUlsion

NI (pcs) |
Workpiece quantity

GW

0 5 10 15

| THEEGEE
Workpiece Quantity Comparison

AEERINT

Graphite Electrode Machining

JIERS
Type

SG200-RN4-10005

TIERUE

Size

D10*R0.5*15*45*100*d10

InTaAet
Workpiece

A28 Graphite

YRR
Cutting Speed

9000RPM  (280m/min)

Cutting Method

e .
Feed Rate 4000mm/min (0.11mm/z)
DRI TR, INTIEEMET

Side milling

RIS
Cutting Depth

Ap=0.15mm, Ae=0.25mm

REER
Cooling Method

S&Air Cooling

INTEH (min)
Cutting Time (min)

KJ

GESAC

f f T T T
200 400 600 800 1000

INI&axdtt

Endmills life comparison

o,




GESAC

Mould Industry

| &RE

ANTZEH)

Application Case

SEEENNT
Auto Moulds

JIEES
Type

SH260-B2-10-15-H

TIEUE

Size

R5*15*75*d10

T A%
Workpiece

NAK80(48-52HRC)

TIHEERE
Cutting Speed

4000RPM(126.6m/min)

BHARE
Feed Rate

0.25mm/z(2000mm/min))

pllzlysE=o
Cutting Method

{BRZEEProfiling

tIHIE
Cutting Depth

ap=0.1Tmm
ap=50%Dmm

2B
Cooling Method

K& Air Cooling

INTAFH(min)
Cutting Time (min)

SEEENNT
Auto Moulds

JIEBS
Type

SH260-RH4-6-75-0.5-H

TIERIE
Size

D6*R0.5*15*75*d6

I AARE
Workpiece

1.2344(50-54HRC)

YIRIERE
Cutting Speed

7000RPM(131.8m/min)

Cutting Method

Feed Rate 0.08mm/z(2250mm/min))
TR %% Face milling

i Side milling

tIHIE
Cutting Depth

ap=0.04-0.05mm
ap=0.05-0.06mm

RETIH
Cooling Method

KEAMR

Emulsion

HEDEMT 3H, JJB Z[ER < 0.01Tmm
After 3 hours of processing, the tool Z axial
wear < 0.0Tmm

303
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#E | Mould Industry

GESAC

AT 2=
Application Case

SEROMEINT N
Auto Shaping Male Die and Mould Machining

JIRES
Type

SH300-BH2-06009E-H

TIEHE
Size

R3*9*75*d6

NI
Workpiece

SKD11 (62HRC)

YIHIRE
Cutting Speed

10000RPM (188.4m/min)

BHAEE
Feed Rate

1200mm/min (0.06mm/z)

piElysE=e
Cutting Method

BB Profiling

IEIE
Cutting Depth

ap=0.03mm ae=0.05mm

BHAH
Cooling Method

i€ Oil

EEMAEINT 9 NINEdfE

Profiling for 9 hours
BAf7: um

FEKBEERaTIEE
1
08
6 i)
04— 1&5@
02—  EO
0

KJ

GESAC

SKD1 1480
Rough Machining of SKD11

JIERS
Type

FH200-R6-12008-H

TIEHE
Size

D12*R0.75*10*36*100*d12*D11.5

TRt
Workpiece

SKD11(60HRC)

PIEDESES
Cutting Speed

1592RPM(60m/min)

Feed Rate

1911Tmm/min(0.2mm/z)

pilysE=¢
Cutting Method

mE%k Face Milling

RIS
Cutting Depth

ap=0.25mm, ae=6mm

REER
Cooling Method

/&Air Cooling

nTgE
Machining process

GESAC

4
v

B
Chip form
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Mould Industry | 1#EE

a) I8 b) ?JHI;{#
Cutting Tool Workpiece

c) IR d) ABBRKRE
Size of Workpiece The Size of A park

BOTAFH(min)
Cutting Time (min)

JH

GESAC

k f f T T T T
0 200 400 600 800 1000 1200

=

AN 24

Application Case

T)ERSERIE T

Finishing for High Precision Copper-Tungsten Electrode Mold for Inserts

1) =
PRES SPM200-BN2-0.6-4-V
Type
TIEE/R 2NEERBRSLIR R HET]
o 2 Flute, Extended Neck-Ballnose
Description Coating Endmill
J?Eﬂﬂ’fﬁ R0.3*0.48*4*50*d4*D0.57
Size
Tt &S (20~30HRC)
Workpiece Copper-Tungsten
MTRE EERUE (KARN-771)
Machine Germany Karn (KARN-771)
S F PEER7J1R HSK—E25

TR HSK—E25 Heat Shrinkable
Tool Holder Toolholder
PIHIEE .
il Spece 30000RPM(56m/min)
Feed Rate >00mm/min
I {BRAEINT
Milling Method Profile Finishing
tIRE _ _
Cutting Depth ap=0.0Tmm, ae=0.02mm
RAAR HE
Coolant Oil Mist
THBEEEK %Jﬁf/&%: +15°
Workpiece Precision ﬁ%ﬁeﬂﬁg Fia1<5(,).1 Hm
Demand Surface Roughness: Ra < 0.1ym
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GESAC

HEFTIHIZEL

Recommended Cutting Data

UP210- SS2, S2, SL2 . SH2, R2, RH2
H. $55K For Steels, Cast Iron —— fllg% Side Milling

tIHIZ o
Tt 7 Vc UaEEd
Workpiece Material Cuttl(rrwrg];nI]D)epth m/min | Tool Diameter(mm) g & e & 1o e L= 2
Aﬁ;@m ap<1.5D ( rﬁ%) 19110 | 14330 | 9550 | 7170 | 5730 | 4780 | 3580 | 2870
= 180
e
Car?‘g?ﬁﬁg"w ae<0.15D (ﬁfﬁ/ﬁ%) 1070 | 1030 | 920 | 930 | 920 | 860 | 860 | 860
! ap<1D ( rﬁ?ﬁ) 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
Alloy Steel 130 HHE TR
(35-48HRC) ae<0.12D Koy 610 | 580 | 550 | 620 | 560 | 500 | 410 | 370
M - ap<1.5D (rf'ﬁ% ) 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
A 130
o
Stainless Steel a2e<0.15D (’fr—:/’%%) 690 | 660 | 590 | 650 | 610 | 590 | 490 | 460
gﬁ;@ ap<1.5D ( rﬁ?ﬁ) 16990 | 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550
Gray Cast Iron 160 N
Nodular Cast ron | ae<0.15D (ﬁfﬁ#ﬁ%) 850 | 820 | 820 | 750 | 700 | 680 | 610 | 560
(< 32HRC)
m Egﬁﬁﬁi ap<1D ( rﬁ%) 14860 | 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230
140 min
(3(;‘??5'['%2) ae<0.12D ﬁfgﬁ%) 650 | 670 | 670 | 620 | 580 | 560 | 500 | 460
M4, §5%k For Steels, Cast Iron —— {5 Side Milling E
PIEIE 7
Tt : Vc UEEd
Workpiece Material Cuttl(rrwrg];nI]D)epth m/min | Tool Diameter(mm) g & @ & 1o e L= 29
i&é@m ap<1.5D ( rﬁ’fﬁ) 19110 | 14330 | 9550 | 7170 | 5730 | 4780 | 3580 | 2870
g 180
T
n Corbon ey | ae<015D iy 1610 | 1550 | 1380 | 1400 | 1380 | 1290 | 1290 | 1290
e ap<1D i 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
Alloy Steel 130 AR
(35-28HRC) 2e<0.12D (o 910 | 870 | 830 | 930 | 850 | 760 | 620 | 560
M —_— ap<1.5D ( Koec ) 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
A 130
o
Stainless Steel 2e<0.15D (’f;'/%%) 1040 | 990 | 890 | 980 | 920 | 880 | 740 | 680
Igf%i ap<1.5D ( rffr%) 16990 | 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550
Gray Cast Iron 160 oA
Nodular Cast ron | ae<0.15D (ﬁfgﬁﬁ) 1270 | 1220 | 1220 | 1130 | 1060 | 1020 | 910 | 840
(<32HRC)
m ﬁgﬁ%ﬁi ap<1D ( rﬁfﬁ) 14860 | 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230
140 min
(Scsij'jtsu‘r’{'g) 2e<0.12D (ff:ﬁ%) 980 | 1000 | 1000 | 940 | 870 | 840 | 750 | 680

(E=]
1. 5NN ERILARFITIAR.

2, BHRIETIEIEE. RERINMSERAE SRR AR,
3. FREEZRNEBKNEEMELITRAEITN, MRTDESIKIRK, MIMSF =4tk W, SESEBER, HARENTIRE.

[Note]

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

UP210- SS4, S4, SL4 . SH4, R4, RH4
4. $55k For Steels, Cast lron —— fllg% Side Milling

" IHEIE 7
T4t : Vc UALES
Workpiece Material Cutt|(rr13nl13)epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
Fg?m ap<1.5D (n'ffﬁ) 19110 | 14330 | 9550 | 7170 | 5730 | 4780 | 3580 | 2870
= 180
Carbon Steel,Alloy BHAIRE
(235HRC) ae<0.15D (EaE 2140 | 2060 | 1830 | 1860 | 1830 | 1720 | 1720 | 1720
22w aps<1D (nf’ff” 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
Alloy Steel 130 AR
- =) )2
(35-48HRC) ae<0.12D (T 1210 | 1160 | 1100 | 1240 | 1130 | 1010 | 830 | 750
M —_— ap<1.5D (n’fﬁ%) 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
S 130
Stainless Steel BHAERE
ae<0.15D (e 1380 | 1330 | 1190 | 1300 | 1230 | 1170 | 980 | 910
Iff%@ ap<1.5D ( nf?fn 16990 | 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550
Gray Cast Iron 160 A
Nodular Cast Iron | ae<0.15D BHAIRE 1700 | 1630 | 1630 | 1500 | 1410 | 1360 | 1210 | 1120
m (<32HRC) (mm/min)
maamn \ %
] p<1D e 14860 | 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230
Hclgst/?r”"o“y <0.12D 10 i(ﬁn;é?g]é 1310 | 1340 | 1340 | 1250 | 1160 | 1120 | 1000 | 910
(35-45HRC) aesl. (mm/min)
. : —_— i illi
M. $58k For Steels, Cast Iron Mgk Side Millin
" IHIE P
T4t : Vc UALES
Workpiece Material Cutt|(rr13n|]3)epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
Aﬁﬁg?m ap<1.5D (nfﬁ%) 19110 | 14330 | 9550 | 7170 | 5730 | 4780 | 3580 | 2870
= 180
Carbon Steel,Alloy HHAERE
(235HRC) ae<0.15D oyl 3210 | 3100 | 2750 | 2800 | 2750 | 2580 | 2580 | 2580
aem ap<1D (nf’ffn 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
Alloy Steel 130 AR
- =A. IZ.
(35-48HRC) ae<0.12D (T 1820 | 1740 | 1660 | 1860 | 1690 | 1510 | 1240 | 1120
M —_— ap<1.5D (n’fi&ﬁ) 13800 | 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
NS 130
Stainless Steel AR
ae<0.15D (e 2070 | 1990 | 1780 | 1960 | 1840 | 1760 | 1480 | 1370
gf%@ ap<1.5D (nf?fn 16990 | 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550
Gray Cast Iron 160 A
Nodular Cast Iron | ae<0.15D BHAIRE 2550 | 2450 | 2450 | 2260 | 2110 | 2040 | 1820 | 1680
m (<32HRC) (mm/min)
mAam \ %
] p<1D e 14860 | 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230
Hclg';t/?r"oorzl <0.12D 10 i(&n;é%]é 1960 | 2010 | 2010 | 1870 | 1740 | 1670 | 1510 | 1360
(35-45HRC) aesl. (mm/min)
() N
1. iEERRIEREAILARTITIE.
2. ERETHIEE. RENIMEERAE LR EEIHAIEE.
3. ERERBNESKAIERAMEUTHFAFATE, MENESKITK, ISR, A, SEXHEREE, HARETITRE.

[Note]
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

UP210- SS2, S2. SL2, SH2, R2, RH2
5. £58K For Steels, Cast Iron —— & Slotting

HIE /
T4t - Vc 7
Workpiece Material Cuttl(rrL?mD)epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
Aﬁ’fé@m ( rﬁ?r%) 8490 | 6370 | 4250 | 3190 | 2550 | 2120 | 1590 | 1270
= <08D | 80
Carbon Steel,Alloy ap SRR
(% 35HRO) (e 430 | 540 | 440 | 400 | 370 | 350 | 400 | 410
aatn (rﬁ’fﬁ) 6370 | 4780 | 3190 | 2390 | 1910 | 1590 | 1190 | 960
Alloy Steel ap<0.3D 60 AR
- A I3Z.
(35-48HRC) (o 260 | 310 | 270 | 230 | 220 | 220 | 230 | 230
——_— ( rﬁ%ﬂ 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
M Stainless Steel <030 IR 140 | 160 | 200 | 200 | 200 | 190 | 170 | 160
(mm/min)
E?ﬁgg% (n'f?f” 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
Gray Cast Iron ap<0.5D 55 AL
Nodular Cast Iron HHR R 210 | 250 | 250 | 220 | 210 | 200 | 190 | 170
m (<32HRC) (mm/min)
masm (nfﬁ%) 5310 | 3980 | 2650 | 1990 | 1590 | 1330 | 1000 | 800
(Iigst Iroor¥ ap<03D >0 BHEATEE
(35-45HRC) iy 160 | 180 | 210 | 180 | 180 | 170 | 160 | 140
. 1A , — i
M(HE. 5%k For Steels, Cast Iron &% Slottin
PIEIE 7
Tht : Ve nE
Workpiece Material Cuttl(rrwrg];nI]D)epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
j"f’é@m ( rﬁ’%) 8490 | 6370 | 4250 | 3190 | 2550 | 2120 | 1590 | 1270
[=]
Carbon Steel Alloy | *P<080 | %0 AR 640 | 800 | 660 | 590 | 550 | 520 | 600 | 610
(<35HRC) (mm/min)
aam ( n’fﬁ%) 6370 | 4780 | 3190 | 2390 | 1910 | 1590 | 1190 | 960
Alloy Steel ap<0.3D 60 AR
- -A ISZ.
(35-48HRC) frioys 380 | 460 | 400 | 340 | 330 | 330 | 340 | 340
S (nf?r%) 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
‘“ Stainless Stee =030 ) %5 SRR 210 | 240 | 310 | 300 | 290 | 290 | 260 | 240
(mm/min)
H’fﬁ;@ ( rﬁfﬁ) 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
Gray Cast Iron ap<0.5D 55 G LAS
Nodular Cast Iron HHAIERE 320 | 370 | 380 | 330 | 320 | 310 | 280 | 250
m (<32HRC) (mm/min)
'ﬁﬁhﬁﬁgﬁ (rﬁ%) 5310 | 3980 | 2650 | 1990 | 1590 | 1330 | 1000 | 800
Cast Iron ap<0.3D | 50 ST
=A IZ.
(35°45HRC) s iocs 240 | 280 | 320 | 270 | 260 | 260 | 240 | 220

(6299

1. iSERRMEEEHITLARFN IR,

2, TEHRIETIELERE., IRERIMEIENAE SRR AIRE.

Sf J:ﬁz‘jé}?zﬁﬁﬂE-%t’:?ﬂﬁ?ﬂ{%ﬂ?ﬂ#ﬁ%ﬂﬂﬂ’ﬂ. MRDESKIK, IMTRSFEiRa, L, BELEREER, HSRERE.
Note

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

308



GESAC Mould Industry | 1&E

HEFIHIZEL

Recommended Cutting Data

M. P58k For Steels, Cast Iron —— {5fZ$5% Profiling m
HIE y
T 7 Vc 7
Workpiece Material Cutt;r;?n%epth m/min | Tool Diameter(mm) 4 > 6 7 8 9 10 1 12
o] 25t
o ap<0.2D - (o) 1274010190 8490 | 7280 | 6370 | 5660 | 5100 | 4630 | 4250
Carbon Steel,Alloy HHARRE
(< 35HRC) ae<0.3D (r/mim) 1020 | 1020 | 1020 | 1020 | 1020 | 1020 | 1020 | 1020 | 1020
S6W ap<0.15D (rﬁ%) 9550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
Alloy Steel 120 AR
- A I3Z.
(35-48HRC) 2e<0.15D igeapocas 610 | 640 | 660 | 630 | 620 | 610 | 610 | 610 | 610
iR
M —_— ap<0.2D o () 8760 | 7010 | 5840 | 5010 | 4380 | 3890 | 3500 | 3190 | 2920
Stainless Steel AR
2e<0.2D (e 610 | 630 | 640 | 630 | 630 | 620 | 630 | 640 | 640
IREERE R
Ehare ap<0.2D () 11150 | 8920 | 7430 | 6370 | 5570 | 4950 | 4460 | 4050 | 3720
Gray Cast Iron 140 AL
Nodular CastIron | ae<0.2D ﬁgﬁ/ﬁ’g 780 | 800 | 820 | 800 | 800 | 790 | 800 | 810 | 820
(<32HRC) (mm/min)
BABHEK ap<0.1D i 9550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
High Alloy 120 (min-1)
Cast Iron BHARRE
(35-45HRC) 2e<0.1D (/i) 610 | 640 | 660 | 660 | 670 | 650 | 650 | 660 | 670
X5, $5Ek For Steels, Cast lron —— {28k Profiling m
IHIE o
Tt : Vc 7
Workpiece Material Cuttl(rrwr?nllj)epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20 20
BN a2k
=z ap<0.2D - () 1274010190 8490 | 7280 | 6370 | 5660 | 5100 | 4630 | 4250
Carbon Steel,Alloy AR
(< 35HRC) ae<0.3D (/i) 2040 | 2040 | 2040 | 2040 | 2040 | 2040 | 2040 | 2040 | 2040
aam ap<0.15D ( n’f%) 9550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
Alloy Steel 120 AR
(35-48HRC) 2e<0.15D BLERLRIE 1220 | 1280 | 1330 | 1270 | 1240 | 1220 | 1220 | 1210 | 1210
(mm/min)
iR
M — ap<0.2D o (i) 8760 | 7010 | 5840 | 5010 | 4380 | 3890 | 3500 | 3190 | 2920
Stainless Steel AR
2e<0.2D (rromim) 1230 | 1260 | 1290 | 1260 | 1260 | 1250 | 1260 | 1270 | 1290
IREEER iR
ERBares ap<0.2D (i) 11150 | 8920 | 7430 | 6370 | 5570 | 4950 | 4460 | 4050 | 3720
Gray Cast Iron 140 -
Nodular Cast Iron | ae<0.2D HEREE 1560 | 1610 | 1640 | 1610 | 1610 | 1590 | 1610 | 1620 | 1640
(mm/min)
(<32HRC)
BaskEk% IR
sy ap<0.1D (i) 9550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
Cast Iron <0.1D 120 AR 1220 | 1280 | 1330 | 1310 | 1340 | 1310 | 1300 | 1320 | 1340
(35-45HRC) aesl. (mm/min)

(=]

1. S{ERRMERSHITLARFN IR,

2. TEHRIETIELERE., RERNIMEIE NS SRR AIRE.,

Sf J:i%z‘jé}?zﬁﬁﬂE%t’:?ﬂﬁ?ﬂ{%&?ﬂ#ﬁ%ﬂﬂﬂ’ﬂ. MRDESKIK, ITRSFEiRe, L, BELEREER, HGRERE.
Note

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

UP210- L60, L90, L120 E
M. $5Ek For Steels, Cast Iron {2lf Chamfering

T Vc UL
Workpiece Material m/min | Tool Diameter(mm) % @ . e Uz 12 A
Aﬁ’g@m (rﬁ% ) 10350 | 6900 5175 4140 3450 2588 2070
= 130
s
Car?ﬂgﬁs'é’?”w (Erﬁ/%%) 414 33 311 414 442 435 406
E aatg (rﬁ% ) 7166 4777 3583 2866 2389 1791 1433
Alloy Steel 90 e
(35-48HRC) HHRRE 229 191 172 172 239 229 241
(mm/min)
M — (nfﬁ% ) 6369 4246 3185 2548 2123 1592 1274
£ 80 e
Stainless Steel (ff%%) 204 170 153 153 212 204 214
IR$EEL
BREBEHE ey
Gray Cast Iron ; 7962 5308 3981 3185 2654 1990 1592
(min-1)
Nodular Cast Iron
T%?L@iﬁi% HEGTEE
High Alloy HHAEREE
A sty 318 255 239 318 340 334 312
(35-45HRC)
BEBEEE HEEA ‘
Wrought Aluminum o 11943 | 7962 5971 4777 3981 2986 2389
Alloys,Cast Aluminum (min-1)
m Alloys (Si<12% 150
wae e
Copper Alloys (ﬁrﬁ/%%) 621 573 597 611 669 585 602
(<HB200)
SP210- S3. C3 E
ek, $58k For Steels, Cast Iron —— {5 Side Milling
HIE y
T . Ve n
Workpiece Material Cutting Depth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
P (mm)
Aﬁxg% ap<1.5D (nfﬁ%) 21230 | 15920 | 10620 | 7960 | 6370 | 5310 | 3980 | 3190
RE 200
s
Cartﬁ%?ﬁsg"w 2e<0.15D (Eﬁ?/%%) 2040 | 1960 | 1690 | 1670 | 1620 | 1590 | 1490 | 1480
aem ap<1D ( rﬁfﬁ) 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
Alloy Steel 150 T
(35-48HRC) 2e<0.12D (ﬁfgﬁﬁ) 1290 | 1180 | 1080 | 1160 | 1050 | 930 | 760 | 680
M —_— ap<1.5D ( rfff” 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
A 150
Stainless Steel HHARE
2e<0.15D iy 1580 | 1330 | 1150 | 1220 | 1130 | 1080 | 900 | 820
ﬁfmggﬁ ap<1.5D (rffr’f” 18050 | 13540 | 9020 | 6770 | 5410 | 4510 | 3380 | 2710
Gray Cast Iron 170 N
Nodular Cast Iron | ae<0.15D RS 1620 | 1500 | 1440 | 1300 | 1200 | 1150 | 1020 | 930
(<32HRC) (mm/min)
ﬁﬁhﬁiﬁﬁ ap<1D (nf?%” 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
(II%st Irc:)r¥ 150 BHAEE
(35.45HRC) 2e<0.12D ) 1290 | 1250 | 1190 | 1090 | 1000 | 960 | 850 | 770
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Recommended Cutting Data

§0f4. $58% For Steels, Cast Iron —— fllgk Side Milling E
IHIE ;
T 4 Ve iR
Workpiece Material Cuttl(r:]gq;ng))epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
TN L25E
é.‘kﬁilﬂ ap<1.5D 200 (min-1) 21230 | 15920 | 10620 | 7960 | 6370 | 5310 | 3980 | 3190
Carbon Steel,Alloy BHEEERE
(< 35HRC) ae<0.15D (mn?/min) 2720 | 2610 | 2250 | 2230 | 2170 | 2120 | 1990 | 1980
&8N ap<1D (nf?rj\%’l ) 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
Alloy Steel 150 A
- =A 152
(35-48HRC) ae<0.12D (mm/min) 1720 | 1580 | 1430 | 1550 | 1400 | 1240 | 1020 910
=5t
M RemiR ap<1.5D 150 (min-1) 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
Stainless Steel AR
ae<0.15D (mm/min) 2100 | 1770 | 1530 | 1620 | 1510 | 1430 | 1190 | 1100
RSB oE
HE ap<1.5D (min-1) 18050 | 13540 | 9020 | 6770 | 5410 | 4510 | 3380 | 2710
Gray Cast Iron 170 e
Nodular Cast Iron ae<0.15D AERIER 2170 | 2000 | 1910 | 1730 | 1600 | 1530 | 1350 | 1250
m (< 32HRQ) (mm/min)
BASHEH% ap<1D s 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
High Alloy 150 (min-1)
Cast Iron PHAEE
(35-45HRC) ae<0.12D (mn?/min) 1720 | 1670 | 1590 | 1460 | 1340 | 1270 | 1140 | 1020
SP210-S3. C3
§X14-. $5Ek For Steels, Cast lron —— #&$ Slotting
- TIHIE p
T8 : Vc 7R
Workpiece Material Cuttl(r:r?nl?)epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
AH)‘;@W (nfi% ) 8490 | 6370 | 4250 | 3190 | 2550 | 2120 | 1590 | 1270
= <1D 80
Carbon Steel,Alloy ap HARRE
n (% 35HRC) (e 790 | 920 | 730 | 640 | 590 | 570 | 640 | 650
BN §§1§ 6370 | 4780 | 3190 | 2390 | 1910 | 1590 | 1190 960
(min-1)
Alloy Steel ap<0.5D 60 AR
- -A )32
(35-48HRC) (mm/min) 500 550 450 370 360 360 370 370
=50
M p 2p<03D s (min-1) 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 880
Stainless Steel - AR
(mm/m;) 320 320 350 340 320 320 280 260
IR =30
HEes (min-1) 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 880
Gray Cast Iron ap<0.8D 55 G LAS
Nodular Cast Iron SRR 420 | 450 | 420 | 360 | 340 | 340 | 310 | 280
m (<32HRC) (mm/min)
EaRESR Foi 5310 | 3980 | 2650 | 1990 | 1590 | 1330 | 1000 | 800
High Alloy ap<0.5D 50 (min-1)
Cast Iron = HHARE
(3545HRC) syl 330 | 350 | 360 | 300 | 200 | 290 | 260 | 240

(=]

1. SERRMERSHITLARFN IR,

2. TEHRIETIELERE., RERNIMEENAE SRR AIRE,

3t J:%z‘jé?&ﬁﬁﬂE-%t’dﬂﬁ?ﬂ{%&?ﬂ#ﬁ%ﬂﬂﬁ’ﬂ, MRDESKIIK, INTRISFElRe, L, BELEREER, HGRERE.
Note

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

M. ¥5Ek For Steels, Cast Iron —— #&#t Slotting m
" IHIE /
TRt ’ Ve AL
Workpiece Material Cuttl(rl;?n?)epth m/min | Tool Diameter(mm) 3 4 6 8 10 12 16 20
j‘)“é@m (rﬁfﬁ ) 8490 | 6370 | 4250 | 3190 | 2550 | 2120 | 1590 | 1270
N <1D 80
Carbon Steel,Alloy ap e8RS
TSRO ey 1050 | 1220 | 970 | 850 | 790 | 760 | 850 | 870
aem ( R ) 6370 | 4780 | 3190 | 2390 | 1910 | 1590 | 1190 | 960
Alloy Steel ap<0.5D 60 T
- =A. 2.
(35-48HRC) ey 660 | 730 | 600 | 500 | 470 | 480 | 490 | 500
S (nfﬁ’% : 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
‘ v l Stainless Steel 2ps03D ) %5 AR 420 | 420 | 470 | 450 | 430 | 430 | 380 | 350
(mm/min)
ggﬁﬁ (rﬁ'ﬁ’ﬁ ) 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
Gray Cast Iron ap<0.8D 55 S LAS
Nodular Cast Iron AR 560 | 600 | 560 | 480 | 460 | 450 | 410 | 370
m (<32HRC) (mm/min)
masmix ( Koec ) 5310 | 3980 | 2650 | 1990 | 1590 | 1330 | 1000 | 800
(Iigst Iroor¥ ap<0.5D 0 HHARE
(35-45HRC) oyeecsd 450 | 460 | 480 | 400 | 380 | 380 | 350 | 320

(=]

1. 5NN SRR,

2, EHRIETIRLEE. RERIEEIENAE SRR,

Sf J:%E%EREDE-%&%E?éM%L‘A‘FETJFE%UiTE’\J, WMRDESKIK, INTRSF=ERe, L, BESEREER, HSRENRE.
Note

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

SP210- B2, BH2
§Mit. $5§k For Steels, Cast Iron —— {5fiZ%% Profiling

tIHIE /
Tkt - Ve 71z
Workpiece Material Cutt|(rr13rrl;'))epth m/min | Tool Diameter(mm) L 2 3 4 6 8 10 12
Bm ap<0.04D iz 50000 | 35030 | 23360 | 17520 | 11680 | 8760 | 7010 | 5840
=k 220 (min-1)
Carbon Steel,Alloy BHARE
(< 35HRC) 2e<0.04D (mm/min) 2800 | 2800 | 2800 | 2800 | 2800 | 2800 | 2800 | 2800
E5&IN ap<0.02D (nfﬁ%” 50000 | 28660 | 19110 | 14330 | 9550 | 7170 | 5730 | 4780
Alloy Steel 180 AR
(35-48HRC) 2e<0.02D i 1950 | 2010 | 1990 | 2010 | 2010 | 2010 | 2000 | 2000
(mm/min)
ap<0.04D 5’?@ 50000 | 35030 | 23360 | 17520 | 11680 | 8760 | 7010 | 5840
M TN 220 (min-1)
Stainless Steel WEIERE
a2e<0.04D (mm/min) 2520 | 2450 | 2570 | 2630 | 2570 | 2540 | 2520 | 2530
IREEE =30
B ap<0.04D (min-1) 50000 | 35030 | 23360 | 17520 | 11680 | 8760 | 7010 | 5840
Gray Cast Iron 220 _
Nodular Cast Iron 2e<0.04D A 2520 | 2450 | 2570 | 2630 | 2570 | 2540 | 2520 | 2530
m (<32HRC) (mm/min)
BEEHE% ap<0.04D Bl 50000 | 35030 | 23360 | 17520 | 11680 | 8760 | 7010 | 5840
High Alloy 220 (min-1)
Cast Iron HERIRE
(3545HRC) 2e<0.04D (e 2380 | 2450 | 2430 | 2450 | 2450 | 2450 | 2440 | 2440

(E

EE]
1. iBfERRIMERRAITLARFNTIR,

2, IBIRIEIEIEE. RERNMSERANE S BRI AR,
3. FREEZRNEBSKNEEMELITRAEITN, MRTDESIKIK, MIMNSF~4Eks, W, SESRBER, HARENTIRE.

[Note]

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

N, 5k For Steels, Cast Iron —{lll&% Side Milling E
PIHIE g
T8 : Ve VA=
Workpiece Material Cuttl(rrfn?)epth m/min | Tool Diameter(mm) 6 8 10 12 16 20
B figkd
ﬁ)\@% ap<1D 140 (min-1) 7430 5570 4460 3720 2790 2230
Carbon Steel,Alloy AR
(<35HRC) ae<0.2D (mrm/min) 1250 | 1250 | 1250 | 1190 | 1120 980
n 28 ap<1D (nfﬁ% ) 5840 | 4380 | 3500 | 2920 | 2190 | 1750
Alloy Steel 110 AR
- A 152
(35-48HRC) ae<0.12D (mm/min) 700 700 700 700 700 630
R
Remim ap<1D 130 (min-1) 6900 5180 4140 3450 2590 2070
,V\ Stainless Steel AR
ae<0.2D (mm/min) 990 990 990 990 930 830
R iR
BREBEEGE ap<1D (min-1) 7430 5570 4460 3720 2790 2230
Gray Cast Iron 140 Ty
Nodular Cast Iron AR
m (< 32HRC) ae<0.2D (mm/min) 1250 1250 1250 1190 1120 980
BASHHR R
High Alloy ap<1D 130 (min-1) 6900 5180 4140 3450 2590 2070
Cast Iron BHEAIEE
(35-45HRC) ae<0.12D (mm/min) 990 990 990 990 930 830
BiEEae HEESS L2953
Wrought Aluminum ap<1.5D 250 (min-1) 18580 13930 11150 9290 6970 5570
Alloys,Cast Aluminum o
Alloys (Si<12%) ae<0.3D (mnﬁ'/mﬁ) 4460 4460 4460 4460 4460 4460
m MSEAS HEEAS| ap<1.5D *’.5'@1 15920 | 11940 | 9550 | 7960 | 5970 | 4780
Wrought Aluminum 300 (min-1)
Alloys,Cast Aluminum AR
Alloys (5i<12%) ae<0.3D (/i) 3500 | 3340 | 3440 | 3190 | 3110 | 3060
(E=]
1. {EERRMERERILARFNTIR,
2. BHRIEIIELEE. RERIMSIENANE SRR AR,
3. FRERBNEBKAERMELITHAEITN, MRDESKEK, MINSr=ERa), Y, BELERELE, HEREIRE.

[Note])

1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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HEFTIHIZE

Recommended Cutting Data

M. ¥5Ek For Steels, Cast Iron —i&#%% Slotting m
PIHIE 4
TRt : Ve PALES
Workpiece Material Cuttl(rr\ng)epth m/min | Tool Diameter(mm) 6 8 10 12 16 20
B o 4250 | 3190 | 2550 | 2120 | 1590 | 1270
= ap<1D 80 (min-1)
Carbon Steel,Alloy = AR
E (<35HRC) (/i) 760 700 660 640 700 710
e (rﬁ?r%’l ) 3190 2390 1910 1590 1190 960
Alloy Steel ap<0.5D 60 T
- =A. 152
(35-48HRC) (mm/min) 380 380 380 380 330 310
IR
X 292 21 17 14 11
M Tiﬁ*ﬂ | ap<05D s (min-1) 920 90 50 60 00 880
Stainless Steel - HHATEREE
(mr:/mﬁ) 350 350 350 350 310 280
IRk iR
BREGEE (min-1) 2920 2190 1750 1460 1100 880
Gray Cast Iron ap<1D 55 AR
Nodular Cast Iron AIRE
m £ 32HRC) (mm/min) 370 370 360 350 310 280
ElREAc iR 2920 | 2190 | 1750 | 1460 | 1100 880
High Alloy ap<0.8D 55 (min-1)
Cast Iron e BHAIRE
(35-45HRC) (i) 350 350 350 320 290 260
WSIRaE HEES iR 9550 | 7170 | 5730 | 4780 | 3580 | 2870
Wrought Aluminum ap<1D 180 (min-1)
Alloys,Cast Aluminum = e
m Alloys (Si<12%) (mmmymin) 1910 1720 1610 1530 1860 1830
BSEES HIEEAT ( $§%) 8490 6370 5100 4250 3190 2550
Wrought Aluminum ap<1D 160 min
Alloys,Cast Aluminum = s
Alloys (Si<12%) (mn?/m;) 1530 1400 1330 1270 1400 1430

(EE]
1. 5NN LARFITIAR.
2, FIREIEIEE. RERMSERANE S FE S ISR,
3t J:iz?z}fiﬁﬁﬂE%ﬁ?ﬂﬁ?éﬁ%l«l?ﬂﬁﬁﬁ%ﬂﬂﬂ'ﬂ, MRDESKITK, MINSERE, L, BELREEE, HAREMIRE.,
Note
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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¥E | Mould Industry GESAC

HEFTIHIZE

Recommended Cutting Data

M. F5EX For Steels, Cast Iron —— fllg% Side Milling E
oy TIEIE v
Tt ¢ Vc UALES
Workpiece Material Cutt|(rrnrg];n[13)epth m/min | Tool Diameter(mm) 6 8 10 12 16 20
é‘g@@ ap < 1.5D (nf’ff” 7430 | 5570 | 4460 | 3720 | 2790 | 2230
140 min
Carbon Steel,Alloy BHEERE
(< 35HRE) ae <0.3D (mmy/min) 1070 1070 1070 1070 1000 900
BER ap<1D o 6370 | 4780 | 3820 3190 | 2390 | 1910
(min-1)
Alloy Steel 120 SHATRRE
(35-48HRC) ae <0.25D ISR 630 660 690 700 570 535
(mm/min)
M B ap < 1.5D (nf?f” 5840 | 4380 | 3500 2920 | 2190 | 1750
. 110 L
7N
Stainless Steel ae <0.3D AR 580 610 630 640 525 490
(mm/‘mln)
Hgg;%% ap < 1.5D (mirt” 7430 | 5570 | 4460 3720 | 2790 | 2230
Gray Cast Iron 140 Mrgas
Nodular Cast Iron ae <0.3D (;#Fﬁ/%%) 1070 1070 1070 1070 1000 900
(< 32HRC)
(<3 -
ﬁiﬂhﬁﬁ(ﬁ* ap<1D (rff” 6370 | 4780 | 3820 3190 | 2390 | 1910
Castron e<ozsp | SRS 630 660 690 700 570 535
(35-45HRC) e (mm(min)
gg{g ap<1D (rﬁﬁ’f” 5300 3980 3190 2650 1990 | 1590
las
Alloy Steel 100 N
Hardened Steel ae <0.125D (ﬁ&?ﬁ% ) 530 480 450 420 400 380
(< 55HRC)
M5, £5%Kk For Steels, Cast Iron ——i&% Slotting m
TIHIE /
T4t & Vc DAL=
Workpiece Material CUtt'(TT?n%ePth m/min | Tool Diameter(mm) ® g e 12 16 2y
Aﬁ&é@m ( rﬁ’ﬁ ) 6370 4780 3820 3190 2390 1910
RE <1D 120
Carbon Steel, Alloy ap e
(< 35HRC) (i) 640 630 610 640 570 535
L8 (rﬁfﬁ ) 5310 4000 3190 2650 1990 1590
Alloy Steel ap<0.75D 100 AR
(35-48HRC) RS 430 400 450 425 360 320
(mm/min)
M —_— (rﬁ?ﬁ ) 4775 | 3580 | 2865 | 2385 | 1790 | 1432
Stainless Steel ap=<0.75D 90 HeaERE
(/i) 382 160 190 210 200 190
Igg%@ ( rﬁ% ) 6370 4780 3820 3190 2390 1910
Gray Cast Iron ap<1D 120 oA
Nodular Cast Iron ﬁg‘“g}g
m fular Cast) (i) 640 630 610 640 570 535
f?ﬁ%fﬁf* ( ffﬁ ) 5310 4000 3190 2650 1990 1590
Cast Iron ap=0.75D | 100 HAEE
-A I
(35-45HRC) (mm/min) 430 400 450 425 360 320

(=]
1. SERRNMERSRITLARFNTIR,
2, ERIETHIERE. REREEELAE S AR SR SRR,
Sf J:%E%E,EEDE%J&%E?éM%L‘A‘FETJFE%UiTE’\J, WMRDESKIK, INTRSF=ER), L, BESEREER, HaRENRE.
Note
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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HEFTIHIZEL

Recommended Cutting Data

. $5EK For Steels, Cast Iron —— fUg£ Side Milling E
HIE /
T4t & Vc Uz
Workpiece Material Cutt;r:gn?)epth m/min | Tool Diameter(mm) 6 8 10 12 16 20
o ap < 15D ok 6900 | 5180 | 4140 | 3450 | 2590 | 2070
]
Carbon Steel,Alloy HHETRREE
(< 35HRC) ae <0.3D (rm/min) 990 990 990 990 930 830
AL ap<1D E‘?"? 5840 | 4380 3500 2920 2190 | 1750
(min-1)
Alloy Steel 110 AR
(35-48HRC) ae <0.25D A 580 610 630 640 525 490
(mm/min)
[25E3
M R ap < 1.5D 50 (min1) 6900 5180 | 4140 3450 2590 | 2070
Stainless Steel ae <0.3D IHERIRAE 280 310 330 350 310 290
- (mm/min)
IREEER Z5E3
BRsmero ap < 1.5D (minc1) 6900 5180 | 4140 3450 2590 | 2070
Gray Cast Iron 130 N
Nodular Cast Iron ae <0.3D L#’”gr.; 990 990 990 990 930 830
(<32HRC) (mm/min)
SRS S [25¢3
High Alloy ap < 1D (i) 5840 | 4380 3500 2920 2190 | 1750
Cast Iron <0.25D e AR 580 610 630 640 525 490
(35-45HRC) ae=b (mm/min)
ASW ap<1D o 4780 3580 2870 2390 1790 | 1430
EEREN (min-1)
Alloy Steel 90 sy
Hardened Steel ae <0.125D (f;'/’%f\) 480 430 400 380 360 345
(< 55HRC)
M. F5EK For Steels, Cast Iron ——##¢$% Slotting m
HIE y
Tt : Ve &
Workpiece Material Cutt;r;?n?)epth m/min | Tool Diameter(mm) 5 5 i (2 e ey
P oz 6370 4780 3820 3190 2390 1910
ool ap<08D | 120 (min-1)
arbon Steel, Alloy = HHARE
( < 35HRC) (i) 640 630 610 640 570 535
&8 ( rfﬁ’ﬁ ) 5310 4000 3190 2650 1990 1590
Alloy Steel ap<0.5D 100 SRR
(35-48HRC) R 430 400 450 425 360 320
(mm/min)
23t
: 1 1 2 1 1
M T\%m | w080 | 100 (min1) 5310 3980 3190 655 990 600
Stainless Stee = BHATEE
(rmymim) 150 160 190 210 200 190
TREERE iR
i (1) 6370 4780 3820 3190 2390 1910
Gray Cast Iron ap<0.8D 120 A
Nodular Cast Iron AR 640 630 610 640 570 535
(<32HRC) (mm/min)
BABHK b 5310 | 4000 | 3190 | 2650 | 1990 1590
High Alloy ap<0.5D 100 (min-1)
Cast Iron = BHARE
(35-45HRC) (i) 430 400 450 425 360 320

(E=]
1. BERRIMREAIHURFIIR.
2, ERETEEE. RENFERAE S AR AR,
3i Liz‘j‘s?ﬁﬂﬁﬂﬁ%ﬁ?ﬂﬁf@%&?Ea‘Fﬁ%‘Ji’IE‘J, MRDEBKIK, MIMSFEiRa, LR, SELERER, HaRERE.
Note
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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#E | Mould Industry

HEFTIHIZE

Recommended Cutting Data

SH160- S2. R2

BEM. EEBN For Alloy Steels, Hardened Steel —— i Side Milling

TIHIE p
Tt : Ve UALES
Workpiec Material Cuttl(r:ng)epth m/min | Tool Diameter(mm) 2 4 6 8 10 12 16 20
Hﬁgﬁmd ap<1D (rﬁ'ﬁ’%) 19110 | 9550 | 6370 | 4780 | 3820 | 3190 | 2390 | 1910
“steel 120 AR
A IZ.
(<55HRC) ae<0.05D (mm/min) 380 380 380 380 370 360 310 290
TREGEEN a HiE
p<0.7D b 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
Mo 0 i
(55-60HRC) ae<0.03D (i) 260 | 360 | 370 | 360 | 360 | 330 | 320 | 290
SH160- S4, SH4, R4, RH4
B&M. FEEN For Alloy Steels, Hardened Steel —— I Side Milling
g YIRS p
TRt : Ve UaES
Workpiec Material Cuttl(r:rg];n?)epth m/min | Tool Diameter(mm) 2 % € 8 e 12 e v
R . wE
p<1D Mg 19110 | 9550 | 6370 | 4780 | 3820 | 3190 | 2390 | 1910
varined wo |t
=[ I,
(<55HRC) ae<0.05D (i) 760 | 760 | 760 | 760 | 730 | 710 | 620 | 570
Hiﬁgﬁ%@ g ap<0.7D (rﬁ%) 15920 | 11940 | 7960 | 5970 | 4780 | 3980 | 2990 | 2390
“Steel %0 AR
=] 152
(55-60HRC) ae<0.03D (o) 510 | 720 | 730 | 720 | 730 | 670 | 630 | 570
[EE]
1, BERRNERSRITUARFNTIRE.
2, BEIRETIHIEE, RERNMESIER IS SRR SR,
3. PRERBIEBKAERMEUTIAEITH, MRDESKISK, MIRSFER, Wi, BEXSERGE, HAEREMRE.

[Note]

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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HEFTIHIZEL

Recommended Cutting Data

SH160-B2., BH2
B&M. FEBEM For Alloy Steels, Hardened Steel——{A82%% Profiling

PIHIE /
T4kt : Ve UALES
Workpiec Material CUttI(TY?H?)EPth m/min | Tool Diameter(mm) 2 % € & 10 12 14 16
PREEHN ap<0.03D %:E 31850 | 15920 | 10620 | 7960 | 6370 | 5310 | 4550 | 3980
Hardened 200 (min-1)
steel BHERE
(< 55HRC) 2e<0.03D (mm/min) 510 570 590 610 570 570 530 490
PREEIN ap<0.02D t;;{;,g 23890 | 11940 | 7960 | 5970 | 4780 | 3980 | 3410 | 2990
Hardened 150 (min-1)
steel BERIEE
(55-60HRC) ae<0.03D (/i) 330 | 310 | 320 | 330 | 330 | 320 | 310 | 300
B&M. FEEN For Alloy Steels, Hardened Steel——{A%2%% Profiling m
PIHIE /
Tt : Ve UALES
Workpiec Material Cutt|(rr13rrl;'))epth m/min | Tool Diameter(mm) 2 & € & e 12 (& e
PR ap<0.03D iR 31850 | 15920 | 10620 | 7960 | 6370 | 5310 | 4550 | 3980
Hardened 200 (min-1)
steel HHRIRE
( <55HRC) ae<0.03D (i) 1020 | 1150 | 1190 | 1210 | 1150 | 1150 | 1060 | 990
PREEH ap<0.02D tggg 23890 | 11940 | 7960 | 5970 | 4780 | 3980 | 3410 | 2990
Hardened 150 (min-1)
steel BHEERE
(55-60HRC) ae<0.03D (/i) 670 | 620 | 640 | 670 | 670 | 640 | 610 | 600

(=]
1. BRI RIH LR TIAR.
2, EIRETNRIEE. RERIMSERANE S AR ISR,

3. FREREFRDEBKHERMELTRATEITN, MRDESIKIK, MINS~4tik, W, SENPEEE, HAEENTIRE.

[Note]
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

SH260- S2, SN2-H
fE50For Alloy Steels, Hardend Steels——##¢% Sloting

BEeN. &

g PIHIE o 7112Dc Tool Dia (mm)
W TR Cutting Depth SDHERE
orkpiece Material (Giim) Cutting Condition 2 4 6 3 10 12
585N Z;%EN 20000 10350 8500 6600 5250 4400
Alllgy Steel Ae=1.0D (min-1)
(30-45HRC) Ap<0.05D %ﬁ’%ﬁ; 520 550 630 610 580 580
BN, FER N
Alloy Sg;,\el Ae=1.0D (min-1) 16000 8300 5200 3800 3100 2800
Hardened Steel Ap<0.02D HESREF
(45-55HRC) gl 380 410 340 320 300 300
ecri PN 13500 | 6800 | 4600 | 3000 | 2400 | 2000
Hardened Steel Ae=1D (min-1)
ardenec stee Ap<0.01D AR
(55-60HRC) (m;;l/mﬁ) 240 240 230 190 180 170
SH260- S2. SN2-H
BEN. EEBNFor Alloy Steels, Hardend Steels——{lll&% Side Milling
" PIHIE o 7]12Dc Tool Dia (mm)
TR Cutting Depth RIS
Workpiece Material (i) Cutting Condition 2 4 6 8 10 12
asm Ap<08D (ff%_'}‘) 20000 | 10350 | 8500 6600 5250 4400
Alloy Steel 0 ¢ T
(30-45HRC) Ae<003D (%ﬁ%%f) 720 750 880 610 820 820
BRI, RN FEIEN
Alloy Steel Ap<0.5D (min-1) 16000 8300 5200 3800 3100 2800
Hardened Steel Ae<0.03D HHATEREF
(45-55HRC) (mm/min) 540 570 520 460 420 420
eer FEEN 13500 | 6800 4600 3000 2400 2000
Hardened Steel ap<0.5D (min-1)
ardened Slee ae<0.01D HEREF
(55-60HRC) (m;:"/mﬁ) 340 360 350 270 250 250

[(E=]

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

1. B FRRNEEREEILARATIAR.

2, ERETNRIEE. RERIMEERAE S AR I SR,

3t J:%Ezj'e?’ﬁﬁﬁ?]ﬁ%‘h’t?ﬂE%M%LX'FETJFE%UHE’\J, WMRDESKIK, IMINSF=EiR, W, EELEREEE, HAREMRE.
Note

1. Make sure work piece and machine are stable and use a precision holder.

2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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Recommended Cutting Data

SH260- S4. SH4, SL4, SN4, R4, RH4, RN4-H
BEM. EEENFor Alloy Steels, Hardend Steels—ll#% Side Milling

Mg \ y 742Dc Tool Di
TrsL L T IR ZHEDC Tool Dia (mm)
Workpiece Material (n?m) P Cutting Range |Cutting Condition 2 4 6 8 10 12
HEIEN
— s 14000 | 7200 | 4800 | 3600 | 2900 | 2400
aam General SHERRRF 800 900 | 1000 | 1100 | 1050 | 1000
Alloy Steel ap=1.2D (mm/min)
(30-45HRC) ae<0.08D FEIEN 20000 | 10000 | 7000 | 5200 | 4200 | 3600
igh Spee HHAEREF
e 1200 | 1400 | 1600 | 1800 | 1600 | 1500
N (FoEN, | 12500 | 6400 | 4200 | 3200 | 2500 | 2100
oy
BN, ZEEN General HHATEREF
Alloy Slteel ap<1.0D (mm/min) 200 600 700 800 700 640
Hardened Steel ae<0.04D HEEN
(45-55HRC) _'%_Fg%ﬁd facrobs 18000 | 9200 | 6100 | 4600 | 3600 | 3000
High Spee BHAEEF
R 900 | 1150 | 1300 | 1400 | 1300 | 1200
N
N— s 11000 | 5600 | 3700 | 2800 | 2200 | 1900
SRR General SRR 440 500 580 630 570 550
Hardened Steel apsOObESZ% (n;r;%mln)
55-60HRC ae<0 EEN
( ) H%_?g%#d fracss 15000 | 8000 | 5300 | 4000 | 3200 | 2700
igh Spee HHATEREF
oyl 790 | 900 | 1040 | 1100 | 1000 | 900
[F=E]
1. EERRIMREAIRFN T,
2. BIRETIEERE. RERIMEERANE SRR AIRE.
3. LRERBINESKAERMSELITIAFITN, MRDESKEK, NIRS 4R, hY, BEHEEEE, HAREIRE.

[Note])
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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#E | Mould Industry

GESAC

HEFIHIZE

Recommended Cutting Data

SH260-B2, BH2, BN2-H
BEM. ZEENFor Alloy Steels, Hardend Steels——{BEHtProfiling

o IS . R 7]1&Dc Tool Dia (mm)
Woringi?l\Ajltterial Cutting Depth Cuttjigr:\,ﬁu:{jgn e Cutti?égf_grﬁition
P (mm) g Rang 9 R1%2 R2*4 | R3*6 | R4*8 | R5*10 | R6*12
IEN
N—— ) 20000 | 10300 | 6900 | 5100 | 4100 | 3400
asm General HHAIEREF 1500 | 1650 | 1650 | 1700 | 1700 | 1750
Alloy Steel ap=0.05~0.1 (mm/min)
(30-45HRC) 2e<0.02D FoEN 35000 | 17500 | 11600 | 8700 | 7000 | 6000
IR (min-1)
High Speed HHATEEF
Fsgaymeil 2600 | 2700 | 2700 | 2850 | 2850 | 2900
BN
N—— aceab 15900 | 8000 | 5300 | 4000 | 3200 | 2600
BEN, FRER General BHAREF
. - 2p=0.05-0.1 sy 1200 | 1300 | 1300 | 1350 | 1350 | 1400
Hardened Steel Ae<0.02D HEN
(45.55HRC) S acxab 28600 | 14300 | 9500 | 7200 | 5700 | 4500
High Speed HHATEREF
Frinsyec 2200 | 2300 | 2300 | 2350 | 2350 | 2400
HIEN
N— faixab 12000 | 6000 | 4000 | 2900 | 2400 | 2100
S General ISR 900 960 960 920 920 900
ap=0.05~0.1 (mm/min)
Hardened Steel 26<0.02D EEN
(55-60HRC) S i 25400 | 12700 | 8500 | 6400 | 5000 | 1900
High Speed HHOEREF
Fipalm 1800 | 1800 | 1800 | 1500 | 1500 | 1500

(E=]
1. 1BERRIMREAIHTURFIIR.
2, ERETHEE. RENFERAE S ARG RTT AR,
Si Liz‘?‘e?ﬁﬁﬁﬂﬁ%&%@@{ﬁl‘l‘Ea‘Fﬁ%‘Ji’IE(J, WRTIEBKEK, MIMSERe, Wi, BESRRER, HAEENTTRE.
Note
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

322



GESAC

Mould Industry

| &RE

HEFTIHIZEL

Recommended Cutting Data

SH300- S2, SN2, R2, RN2-H
BEIN. EHENFor Alloy Steels, Hardend Steels——li#% Side Milling

PIEIE p
T8t : Vc 742

Workpiec Material CUtt'(TT?n?)ePth m/min | Tool Diameter(mm) 1 2 & 6 8 10 12
SERTEEN ap<1D (nfﬁ%” 25400 | 15900 7960 5300 3980 3180 2650

Hardened Steel 100 AR

~ =A. I
(45~55HRC) ae<0.02D (mm/min) 500 570 560 530 480 480 430
SEEREEN ap<1D (rf\?r‘%'l) 19100 | 12700 6370 4250 3180 2550 2120

Hardened Steel 80 SR

~ A ISZ.
(55~60HRC) 2e<0.015D (mm/min) 280 300 320 290 280 260 260
S ap<1D (n’f’fﬁ) 16000 | 9550 | 4780 | 3180 | 2390 | 1910 | 1590

Hardened Steel 60 AR

=) 132
(>60HRC) ae<0.01D (mmy/min) 160 190 200 200 180 160 160

SH300- SS4, S4, SH4, SL4, SN4, R4, RH4, RN4-H
BEIN. EHENFor Alloy Steels, Hardend Steels——li#% Side Milling
YIS p
TRt : Vc UALES

Workpiec Material Cuttl(r:g%epth m/min | Tool Diameter(mm) { 2 & 6 8 10 12
R ap<1D ( rﬁ?jﬁ) 40000 | 24000 | 12000 | 8000 | 6000 | 4800 | 4000

Hardened Steel 150 SR

~ =A ISZ.
(45~55HRC) 2e<0.02D (mm/min) 1350 1440 2400 1760 1440 1248 1200
TR ap<1D (rﬁfﬁ) 30000 | 18000 | 10350 | 6900 | 5175 | 4140 | 3450

Hardened Steel 120 AR

~ =) I5Z.
(55~60HRC) ae<0.015D (mm/min) 1000 1080 2070 1518 1242 | 1076.4 | 1035
e ap<1D (nffﬁ) 20000 | 14000 | 7960 | 5300 | 4000 | 3280 | 2600

Hardened Steel 100 AR
(>60HRC) 2e<0.01D BEQli= 800 840 1592 1166 960 852.8 780

(mm/min)

(E=]

1. BRI ERILARFI TR,

2, ERETEEE. RENIMSERAE S ERS R AR,
3. PRRERNESKNERAMELITHAHITN, WRDESKEK, MIMNS~ER, W, SELNRREGE, HAREMTRE.

[Note]

1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).

When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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HEFIHIZEL

Recommended Cutting Data

SH300-S6. SH6. SL6. R6. RH6-H E
B4, FEENFor Alloy Steels, Hardend Steels— & Side Milling

IHIE ”
T4t ’ Vc UALES
Workpiec Material Cuttl(r:gnl?)epth m/min | Tool Diameter(mm) 5 5 10 12 14 16 eu
R ap<1.5D ( nffﬁ) 6200 | 4800 | 4000 | 3200 | 2800 | 2400 | 1600
Hardened Steel 120 NTIG
45~55HRC HHAIRE
( ) ae<0.03D Fsiaip s 1674 | 1584 | 1560 | 1440 | 1344 | 1296 | 960
SRR ap<1.5D (nffﬁ) 4500 | 3600 | 3000 | 2400 | 2100 | 1800 | 1200
Hardened Steel 100
A
(55~60HRC) 2e<0.025D ﬁ;‘}%\’%) 1215 | 1188 | 1170 | 1080 | 1020 | 972 720
PR ap<1.5D (nffﬁ) 3100 | 2400 | 2000 | 1600 | 1400 | 1200 | 800
Hardened Steel 70
BHARE
(> 60HRC) 2e<0.02D () 744 | 720 720 627 600 576 | 432
SH300-B2. BH2. BN2-H
BEIN. EENFor Alloy Steels, Hardend Steels——{5844Profiling
IHEIE 7
T4t : Vc UALES
Workpiec Material Cutting Depth m/min | Tool Diameter(mm) 0.6 i z & 6 8 10 12
P (mm)
R ap<0.01D ( rﬁ%) 44000 | 23000 | 16000 | 10000 | 7400 | 5700 | 4500 | 3800
Hardened Steel 150 AT
(45~55HRC) < BHAERE
ae<0.02D ) 1100 | 1200 | 1770 | 1680 | 1500 | 1300 | 1100 | 1000
PR ap<0.015D (rﬁ%) 41000 | 21000 | 14000 | 9500 | 5100 | 4100 | 3500 | 2600
Hardened Steel 120
s
(55~60HRC) 2e<0.015D (f;:%%) 1000 | 1200 | 1480 | 1390 | 1300 | 1170 | 1000 | 800
e ap<0.01D (rﬁfﬁ) 40000 | 20000 | 13000 | 7000 | 5100 | 3900 | 3100 | 2600
Hardened Steel 920 TR
(> 60HRC) ae<0.01D ﬁfﬁ% 700 | 800 | 1300 | 1100 | 960 | 800 | 700 | 600

[E=]
1. BERRNMEREAHLARTIIR.
2, EIRETEEE. RENIMSERAE S ERE R AR,
3i Li%x?ziﬁﬂﬁﬂﬁ%ﬁ?ﬂE?éM‘SLX'FETJ“Fﬁ%UiTE’\J, MEDEBKIK, MINSF=ERe, Y, HELERRE, HaREIRE.
Note
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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HEFTIHIZEL

Recommended Cutting Data

SH300-B4, BH4, BN4-H
BE&iR. FREERFor Alloy Steels, Hardend Steels——{55244% #A1T Profiling Milling Roughing m
tIHIE 4
Tkt : Ve UALES
Workpiec Material Cuttl(r:gnl?)epth m/min | Tool Diameter(mm) 2 % 5 5 e 12
SRR ap<0.08D (nf?r%ﬂ 21000 10350 6900 5175 4140 3450
Hardened Steel 130 SR
~ =A 132
(45~55HRC) ae<0.18D (mm/min) 21000 10350 6900 5175 4140 3450
R ap<0.06D ( nﬁ% ) 15120 7560 5040 3780 3020 2520
Hardened Steel 100 AR
~ =]
(55~60HRC) 2e<0.013D (mm/m?\) 1210 1210 1310 1280 1200 1210
SERTEEN ap<0.04D (rﬁ?r%ﬂ 12740 6370 4250 3180 2550 2120
Hardened Steel 80 TR
A )32
(>60HRC) ae<0.08D (mm/min) 920 1020 980 890 920 850
SH300-B4, BH4, BN4-H
BN, ZERFor 544, ERERFor Alloy Steels, Hardend Steels——{E4%%: ¥5NT Profiling Milling Finishing
YIS p
Timt : \s 7R
Workpiec Material Cuttl(r:g%epth m/min | Tool Diameter(mm) & & 6 8 i 12
R ap<0.03D ( nf’?%” 29460 | 14700 9800 7360 5890 4900
Hardened Steel 180 SRR
~ A )32
(45~55HRC) 2e<0.02D (mmy/min) 2360 2640 2660 2650 2590 2700
SEEREEN ap<0.02D (rﬁfrj\%,l ) 23880 11940 7960 5970 4780 3980
Hardened Steel 150 TR
~ =) 152
(55~60HRC) ae<0.02D (mm/min) 1720 1760 1850 1860 1870 1910
e ap<0.01D ( rﬁ'ﬁﬁ) 20700 | 10350 | 6900 | 5180 | 4140 | 3450
Hardened Steel 130 AR
(>60HRC) 2e<0.01D BEqlei= 1160 1240 1240 1300 1320 1240
(mm/min)

(6299
1. BRI ERERILAFI TR,
2, ERIETIEERE, IRENIMEIE NG SRR AIEE.
3t J:Ex?s??zﬂﬁHE.EE&%E&MELTFETJ‘FE?EUHE’\J, MRDEESKITK, IMTRSFEERs), i, BSELEREER, HERENTIRE.
Note
1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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HEFIHIZEL

Recommended Cutting Data

FH200-R4, RN4-H
E&iN. HEN For Alloy Steel, Hardend Steel——i&#% Face milling E
iy IHIE p
Tt : Ve R
Workpiec Material Cuttl(r:gn?)epth m/min | Tool Diameter(mm) L 2 4 2 & 2 12
aem ap<0.03D i 40000 | 24000 | 12000 | 8000 | 6500 | 5000 | 4500
n Alloy Steel 150 AR
A I
(<48HRC) ae<0.5D (/i) 2640 | 3120 | 3840 | 5760 | 5760 | 5800 | 5200
PR ap<0.025D ( rﬁ%” 33000 | 20000 | 10000 | 7000 | 5500 | 4000 | 3500
Hardened Steel 125 s
- =]
m (48-55HRC) ae<0.5D (mmi /’E’gmin) 2200 | 2600 | 3200 | 4800 | 4800 | 4400 | 3800
R ap<0.02D (m‘t‘ﬁ%) 23000 | 14000 | 7200 | 5000 | 3600 | 3000 | 2500
Hardened Steel 90 AR
(55-63HRC) ae<0.5D (/i) 2000 | 2500 | 2800 | 3500 | 3300 | 3000 | 2600

(=]
1. NEAMIRHANEDRABESNS, RENRAHBIRNSDISLIADERR, NETAEER.
2, ZNEESHITNGINT
3, IRIEIEIRE. RENIMEHER ISR RH AR,
4f %TIHFEJIIE%. BNERSLEHST.
Note
1.Turning red Is a normal phenomenon In the process of processing, As long as the machine does not have obvious vibration or
cutting .tool without obvious damage, you can continue to use.
2.The knife type is not suitable for large depth and side milling.
3.Please adjust the speed, feed and cutting depth according to actual cutting conditons.
4.Air blow or oil mist is recommended for good chip evacuation.




GESAC Mould Industry | 1&E

HEFTIHIZEL

Recommended Cutting Data

FH200-R6, RN6, RH6-H
BEIN. EEHEN For Alloy Steel, Hardend Steel—iEi%% Face milling
TIHIE y
Tt : Ve 7=
Workpiec Material CUtt'(rr]r?nl]D)EPth m/min | Tool Diameter(mm) 6 8 10 12 16 20
&6 ap<0.035D (nf,is_rj%) 3200-4800 | 2400-3600| 1900-2900 | 1600-2400 | 1200-1800 | 950-1450
Alloy Steel 60-90 —
(35-48HRC) ae<0.5D (;r_ﬁ/%n?\) 2200-3000 |2200-3000{2200-3000|2200-3000 | 2500-3500 | 2500-3500
ERTEER ap<0.035D (rfiér%'l) 3200-4800 | 2400-3600| 1900-2900 | 1600-2400 | 1200-1800 | 950-1450
Hardened Steel 60-90 AR
(35-63HRC) ae<0.5D (mr_’r"n:l/]Fnﬁ) 1920-2880|1950-2920|1950-2950 | 1920-2880|2160-3240|2280-3480

(=]
1. DEENTIMERNRDAARESINS, RENKREHEIREIELPEEHEIR, NI,
2, IEIRESTIEEGENER, BRDIESE®, BIXITIEIEEEG60-80m/min|EiIEE,
3. HFRDFREH, ITHNTHRESEERNIRLERRT, SENFRNITIUERER
4. DERDFOLIEIT], FRFEETT], RATHOSIERANT], SEREANT
5. ZBEANESHT ARSI T

[Note]
1.Turning red Is a normal phenomenon In the process of processing, As long as the machine does not have obvious vibration or cutting tool without
obvious damage, you can continue to use.
2.The cutting speed and tool life were negatively correlated,|f you need high tool life,the proposed cutting speed is selected between 60-80m/min.
3.Because of the special shape of the bottom edge, machined surface of the workpiece will have the corresponding tool profile traces, subsequent
semi finishing can be easily removed.
4.Tool bottom edge center without cutting edge, vertical knife is not allowed, Should be from the edge of the workpiece into the knife, or into the
oblique knife
5.The knife type is not suitable for large depth and side milling.
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INTHRARSEER

Programming Data

FH200-R6. RN6. RH6-H

N TR BRI R NENE
ramping guide for circular and linear ramping
TEJUTSH (B NI
geometrical parameters circular interpolation linear ramping
TR TEIFF A RITEIKE (mm)
optimal range of circle calculated length per ramp angle
] diameter for a single R ()
diameter Ap1 max R R. YRC CRN pass Ramp Angle(degree)
=IME =&AE o o o o o
[mm] [mm] [mm] [mm] [mm] [mm] smallest largest 1 2 3 4 5
6 0.20 9 0.375 0.75 1.26 8.52 12.00 11.51 5.75 3.83 2.87 2.30
8 0.27 12 0.500 1.00 1.68 11.36 16.00 15.34 7.67 5.1 3.83 3.06
10 0.33 15 0.625 1.25 2.10 14.20 20.00 19.18 9.58 6.39 4.79 3.83
12 0.40 18 0.750 1.50 2.52 17.04 24.00 23.01 11.50 7.66 5.74 4.59
16 0.54 24 1.000 2.00 3.36 22.72 32.00 30.68 15.34 10.22 7.66 6.12
20 0.67 30 1.250 2.00 4.2 28.40 40.00 38.35 19.17 12.77 9.57 7.65
SRITIETHEFELLERA] % . . 100% | 70% 50% | 30% | 10%
recommended percentage of programmed feed rate to use while ramping

R= JJsk¥42R<. the head radius size.

YRC= MALEREIHAR R L57BAYEEES. distance from centreline to the crown of the R radius.

CRN= MAIOEEIEITIEAMEERE. X MNRI AR M ERE R IR/ VEIREBE. distance from centreline to the start of the cutting edge. This
dimension can also help determine the minimum circle size when helical ramping.

Re= JIERBIMHREEI4R,. the shoulder radius or radius at the corner of the cutter.

YRC - -
CRN ——
R
Re
= |
i
AP1 max

FH200-H }7IEfk S IR DB EE
FH200-H schematic diagram of 6 flute endmill shaear blade
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Recommended Cutting Data

SG200- S2, SN2, R2, RN2
fA2EFor Graphite —— I Side Milling

IHIE

Tiarst - Vc 7R
Workpiec Material CUtt'(TT?n?)ePth m/min | Tool Diameter(mm) 2 4 6 8 10 12
_SHSRS ap<1D ol 31850 | 15920 | 10620 | 7960 | 6370 | 5310
High silicon alum (min-1)
inum 200 AR
m (Sis12%) ae<0.15D (R 1910 1590 1270 1120 1080 1380
ap<1.5D Foi 39810 | 19900 | 13270 | 9950 7960 6640
as 250 (min-1)
Graphite BHAERE
ae<0.5D Rpies 3980 2790 2390 2190 2390 2390
A EFor Graphite —— Ik Side Milling E
IEIE P
T4t & Ve 7z
Workpiec Material Cutt|(r;r?n’|]3)epth m/min | Tool Diameter(mm) 2 4 6 8 10 fle
| SHiSRGs ap<1D el 31850 | 15920 | 10620 | 7960 | 6370 | 5310
High silicon alum (min-1)
inum 1 200 BHAERE 1
m (Si=12%) ae<0.15D (e 2870 2390 1910 670 1620 2070
ap<1.5D i 39810 | 19900 | 13270 | 9950 | 7960 | 6640
AR 250 (min-1)
Graphite AR
ae<0.5D ooy eis 5970 4180 3580 3280 3580 3580
SG200- S4. R4, RN4 E
A=EFor Graphite Mgk Side Milling
IHIE p
Tkt ‘ Vc DAL=
Workpiec Material CUtt'(TT?n?)ePth m/min | Tool Diameter(mm) z % e E U Iz
_ HisEs ap<1D ol 31850 | 15920 | 10620 | 7960 | 6370 | 5310
High silicon alum (min-1)
inum . 200 BHAEE
m (Sis12%) ae<0.15D (R 3820 3190 2550 2230 2170 2760
ap<1.5D o 39810 | 19900 | 13270 | 9950 7960 6640
as 250 (min-1)
Graphite BHERIEE
ae<0.5D (S 7960 5570 | 4780 4380 | 4780 4780

(F=]

1. EERARNERSAMARFITIR.
2, ERETIEIERE., RERMEEHERANE S AR I SR,

3. FREEZRNESKANERMELITRATEITN, MRDESIKIK, MIMS~EiRa, LW, SELFREE, HSEET

[Note]

1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.

RE.
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GESAC

HEFTIHISE

Recommended Cutting Data

SG200- S2, SN2, R2, RN2
fa==For Graphite — #&#;Slotting

ws YIHIE .
et ’ Ve DALES
Workpiec Material CUtt'(Tng)emh m/min | Tool Diameter(mm) 2 4 € 5 10 12
. %ﬁfﬂﬁ‘ %E 28660 14330 9550 7170 5730 4780
High silicon alum ap<0.5D 180 (min-1)
inum =Y HHATEE
m (Si > 12%) (mm/min) 1150 1150 960 860 800 860
= (nfis_r]% ) 31850 15920 10620 7960 6370 5310
= <0.5D 200
Graphite aps BHARREE
(mm/min) 1910 1430 1380 1350 1400 1590
AEEFor Graphite — f&##Slotting m
IS /
T : \e 1z
Workpiec Material CUtt'(Tng)epth m/min | Tool Diameter(mm) 2 4 C © 10 12
. %ﬁﬁ_fﬁé %E 28660 14330 9550 7170 5730 4780
High silicon alum ap<0.5D 180 (min-1)
inum - PHATERE
m (Si>12%) (mm/min) 1720 1720 1430 1290 1200 1290
= (nfigr]%'l ) 31850 15920 10620 7960 6370 5310
Graﬁpﬁte ap<0.5D | 200 A
priizspr i3
(mm/min) 2870 2150 2070 2030 2100 2390
SG200-B2, BN2 m
AE&For Graphite—{/7£8% Profiling
IS /
T : \e DALES
Workpiec Material CUtt'(Tng)epth m/min | Tool Diameter(mm) 2 4 C © 10 12
e ap<0.3D =z 31850 | 15920 | 10620 7960 6370 5310
High silicon alum 200 (min-1)
inum HHATREE
m (Si>12%) ae<0.3D (mn:/m?\) 2040 1430 1270 1270 1400 1380
ap<0.5D E.%E 39810 19900 13270 9950 7960 6640
as 250 (min-1)
Graphite PHATRREE
ae<0.4D (mmy/min) 2790 1990 1860 1790 1910 1990

(E=]

1. AR SAAFIIIRE.
2, BIRETEEE. RENNMFERANE S AR R ISR,

3. ERBERNESKHERMELITRAEITN, MRDESKIRK, MINSF~ER, LW, SESEEEE, HAEENT

[Note]

1. Make sure work piece and machine are stable and use a precision holder.
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D(mill dia ).
When the tool overhang length is longer, please adjust the speed,feed and cutting depth.
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HEFTIHIZE (BA)

Recommended cutting datas to general machining

SPM200-SN2
INMZRINT27)3K37%%7]

2 Flute, Extended Neck-Square Endmill

Tt
Workpiece Materials s PHE#EK
BN, G2 AN, TER = 3 3
C;rbonDSteeIs, I:IAIon Steels, P/I-%Eee{ﬁi%t% ﬁdoﬁg H d’mﬁjmﬁ | H d#ﬁjmst I
Alloy Steels Tool Steels b % b ppen Bl lEnSe] SIS Bl lESe] UL
(1802 250HB) (25 ~ 35HRC) M?argenig?_'%tg)els Copper Alloys (45 ~55HRC) (55 ~65HRC)
TIELRE (ap) ELBIZEL
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
M2 Under Bl | BHREE | BE | HEEE | BE | HHeEE | BE | HOEE | BE | HeERE | BE | HEEE
Mill Dia. | Neck ap n Vf n Vf n Vf n Vf n Vf n i
(mm) L(engt)h r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min
mm

0.3 0.006 | 45,000 | 450 |45,000| 428 |43,740| 313 |50,000| 500 |38475| 230 |36,045| 187
0.1 0.5 0.004 | 45,000 | 450 |45,000| 428 |43,740| 313 |50,000| 500 |38475| 230 |36,045| 187
1 0.003 | 45,000 | 410 |43,740| 387 |39330| 284 |50,000| 455 |34,650| 209 |32445| 168
0.5 0.02 |40,500| 574 |36450| 517 |34425| 363 |45000| 637 |30375| 271 |28350| 218
1 0.014 | 40,500 | 574 |36,450| 517 |34,425| 363 |45000| 637 |30,375| 271 |28350| 218
0.2 1.5 0.008 | 36,450 | 473 |32,805| 425 |30983| 326 |43,740| 567 |27,338| 244 |25515| 196
0.005 | 32,400 | 378 |29,160| 340 |27,540| 257 |38880| 454 |24,300| 193 |22,680| 155
3 0.003 | 32,400 | 340 |29,160| 306 |27,540| 231 |38880| 409 |24,300| 174 |22,680| 140
0.021 | 36,000 | 510 |32,400| 459 |30600| 322 |43,200| 612 |27,000| 240 |25200| 194
15 0.021 | 36,000 | 510 |32,400| 459 |30600| 322 |43,200| 612 |27,000| 240 |25200| 194
03 2 0.012 | 32,400 | 420 |29160| 378 |27,540| 290 |38,880| 504 |24,300| 217 |22,680| 175
2.5 0.01 |32,400| 420 |29,160| 378 |27,540| 290 |38,880| 504 |24300| 217 |22,680| 175
3 0.008 | 32,400 | 420 |29,160| 378 |27,540| 290 |38880| 504 |24,300| 217 |22,680| 175
1 0.04 |28800| 635 |25920| 572 |24,480| 401 |34560| 762 |21,600| 300 |20,160 | 241
15 0.028 | 28,800 | 635 |25920| 572 |24480| 401 |34560| 762 |21,600| 300 |20,160| 241
2 0.028 | 28,800 | 635 |25920| 572 |24480| 401 |34560| 762 |21,600| 300 |20,160| 241
2.5 0.022 | 25920 | 523 |[23,328| 471 |22,032| 361 |31,104| 627 |19,440| 269 |18,144| 217
3 0.016 | 25920 | 523 |[23,328| 471 |22,032| 361 |31,104| 627 |19,440| 269 |18,144| 217
0.4 3.5 0.012 | 25920 | 523 |23,328| 471 |22,032| 361 |31,104| 627 |19440| 269 |18,144| 217

4 0.01 | 25920 | 523 |23328| 471 |22032| 361 |31,104| 627 |19440| 269 |18,144| 217
5 0.01 |23,040| 407 |20,736| 365 |19,584| 234 |27,648| 488 |17,280| 207 |16,128| 163
6 0.006 | 23,040 | 407 |20,736| 365 |19584| 234 |27,648| 488 |17,280| 207 |16,128| 163
8 0.003 | 20,160 | 310 |[18,144| 279 |17136| 180 |24,192| 372 |15120| 155 |14,112| 118
10 0.002 | 17,280 | 228 |[15552| 205 |14,688| 132 |20,736| 274 |12960| 114 |12,096| 86

1 0.05 | 28800 | 635 |25920| 572 |24480| 482 |34560| 762 |21,600| 300 |20,160| 241
1.5 0.05 28800 | 635 |25920| 572 |24,480| 482 |34560| 762 |21,600| 300 |20,160 | 241
2 0.035 | 28,800 | 635 |25920| 572 |24480| 482 |34560| 762 |21,600| 300 |20,160| 241
2.5 0.03 |25920| 523 |23328| 471 |22,032| 397 |31,104| 627 |19440| 269 |18,144| 217
3 0.02 |25920| 523 |23328| 471 |22,032| 397 |31,704| 627 |19,440| 269 |18,144| 217
4 0.02 | 25920 | 523 |23328| 471 |22032| 361 |31,104| 627 |19440| 269 |[18,144| 217
5

6

0.5

0.013 | 25920 | 523 |[23,328| 471 |22,032| 361 |31,104| 627 |19,440| 269 |18,144| 217
0.013 | 23,040 | 407 |20,736| 365 |19584| 234 |27,648| 488 |17,280| 207 |16,128| 163

[;¥3=] i52%P335m, [Note] Please refer to P335
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HETIHIZE (BF)

Recommended cutting datas to general machining

SPM200-SN2
IMERINT 279337 5% 7]
2 Flute, Extended Neck-Square Endmill Y £Egj Continue
Workp}e{cﬁ*ﬁiterials BN A &4 TEN PHS#kEK
Ca’rbénmSteels, EAIon'SteéIE, F’/I%Eeeﬁﬂﬂe ﬁlcloﬁla'ﬁ Hardé%\he%msteels Hardz‘fré\heﬁjmsteels
Alloy Steels Tool Steels Martensite Steels | Copper Alloys (45~ 55HRC) (55~ 65HRC)
(180 ~250HB) (25 ~35HRC) (35~ 45HRC)
R:)tjiigjﬁg%a(:ga)rcf Ed@;’;?tt?of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
(mm) L(emngmt)h r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min
05 8 0.008 | 23,040 | 348 |20,736| 313 |19,584| 222 |27,648| 418 |[17,280| 175 |16,128 | 132
10 0.004 | 20,160 | 270 |18,144| 243 |17,136| 157 |24,192| 324 |15120| 135 |14,112| 103
2 0.042 | 28,800 | 907 |25920| 816 |24,480| 572 |34,560| 1,089 |21,600| 428 |20,160| 345
3 0.035 | 25920 | 746 |23,328| 671 |22032| 516 |[31,104| 896 |19,440| 385 |18,144| 311
4 0.024 | 25920 | 746 |23,328| 671 |22032| 516 |31,104| 896 |19,440| 385 |18,144| 311
5 0.02 |25920| 746 |23328| 671 |22,032| 516 |31,104| 896 |19,440| 385 |18,144| 311
0.6 6 0.015 | 25920 | 746 |23,328| 671 |22,032| 516 |31,104| 896 |19,440| 385 |18,144| 311
7 0.015 | 23,040 | 644 |20,736| 580 |19,584| 445 |27648| 773 [17,280| 332 |16,128 | 268
8 0.015 | 23,040 | 581 |20,736| 523 |19584| 335 [27,648| 697 |17,280| 295 |16,128| 232
9 0.012 | 23,040 | 581 |20,736| 523 |19,584| 335 |[27,648| 697 |17,280| 295 |16,128| 232
10 0.009 | 23,040 | 581 |20,736| 523 |19584| 335 |27,648| 697 |[17,280| 295 |16,128 | 232
2 0.07 |28,800| 907 |25920| 816 |24,480| 572 |34,5560| 1,089 |21,600| 428 |20,160| 346
4 0.049 | 25920 | 746 |23,328| 671 |22032| 516 |31,104| 896 |19440| 385 |18,144| 311
0.7 6 0.018 | 25920 | 746 |23,328| 671 |22,032| 516 |31,104| 896 |19,440| 385 |18,144| 311
8 0.018 | 23,040 | 581 |20,736| 523 |19584| 335 |27,648| 697 |17,280| 295 |16,128| 232
10 0.018 | 23,040 | 581 |20,736| 523 |19584| 335 |27,648| 697 |17,280| 295 |16,128| 232
4 0.056 | 28,800 | 907 |25920| 816 |24,480| 702 |34,560| 1,089 |21,600| 619 |20,160| 380
6 0.032 | 25920 | 746 |23,328| 671 |22032| 610 |31,104| 896 |21,600| 599 |18,144| 341
0.8 8 0.02 |25920| 746 |23328| 671 |22,032| 516 |31,104| 896 |19,440| 385 |18,144| 311
10 0.02 |23,040| 581 |20,736| 523 |19,584| 335 |27,648| 697 |17,280| 295 |16,128 | 232
12 0.012 | 23,040 | 581 |20,736| 523 |19,584| 335 [27,648| 697 |17,280| 295 |16,128| 232
6 0.036 | 25920 | 895 |23,328| 806 |22,032| 618 |31,104| 985 |19,440| 500 |18,144| 373
09 8 0.023 | 25920 | 820 |23,328| 738 |22,032| 567 |[31,104| 985 |19,440| 462 |18144| 341
10 0.023 | 23,040 | 581 |20,736| 523 |19,584| 335 |[27,648| 697 |17,280| 295 |16,128| 232
12 0.023 | 23,040 | 581 |20,736| 523 |19,584| 335 |27,648| 697 |[17,280| 295 |16,128 | 232
2 0.1 25,920 | 1,220 | 23,328 | 1,098 | 22,032 | 1,035 | 31,104 | 1,465 | 20,637 | 907 |18,144 | 761
3 0.085 | 25,920 | 1,220 | 23,328 | 1,098 | 22,032 | 1,035 | 31,104 | 1,465 |20,637| 907 |18,144| 761
4 0.07 |25920| 1,220 | 23,328 | 1,098 | 22,032 | 969 |31,104| 1,465 |20,637 | 867 |18,144| 689
1 5 0.055 | 25,920 | 1,220 | 23,328 | 1,098 | 22,032 | 925 |[31,104| 1,465 | 20,637 | 784 |18,144| 617
6 0.04 |23,328| 1,008 | 20,995| 907 |19,829| 813 |27,994| 1,210 (18,630 | 671 |16,330| 419
7 0.04 |23,328| 1,008 | 20,995| 907 |19,829| 753 |27,994| 1,210 |18,630| 633 |16,330| 419
8 0.04 |23,328| 1,008 | 20,995| 907 |19,829| 753 |27,994| 1,210 |18,630| 560 |16,330| 419

[(¥32] i52%P335m. [Note] Please refer to P335
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Recommended cutting datas to general machining

IMEFRIN T2 7]k 37%5 7]
2 Flute, Extended Neck-Square Endmill ) £Egi Continue
kI{L‘r’fZ*ﬁr ol
Workpiece Materials B, A8W | AW, _TAN 58 7. Fa — N
Carbon Steels, Alloy Steels, PH; Ferrite, Copper, Hardened Steels | Hardened Steels
R SyStees Jool Steels Martensite Steels |  Copper Alloys (45 ~55HRC) (55 ~65HRC)
(180 ~250HB) (25~35HRC) (35~ 45HRC)
TIEIRE (ap) ELBIZREK
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
IME Under Bl | BHREE | BE | HEEE | BE | HHeEE | BE | HOEE | BE | HeERE | BE | HEEE
Mill Dia. | Neck ap n Vf n Vf n Vf n Vf n Vf n i
(mm) L(engt)h r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min
mm

9 0.033 | 23,328 | 1,008 | 20,995 | 907 |19829| 696 |27,994| 1,210 | 17,496 | 519 |16,330| 419
10 0.025 | 23,328 | 1,008 [20,995| 907 |19,829| 696 |27,994| 1,210 | 17,496 | 519 |16,330| 419
12 0.025 | 20,736 | 784 | 18,662 | 706 |17,626| 452 |24,883| 941 |15552| 399 |14,515| 313
1 14 0.025 | 20,736 | 784 | 18,662 | 706 |17,626| 452 |24,883| 941 |15552| 399 |14,515| 313
16 0.015 | 20,736 | 671 |18,662| 605 |17,626| 428 |24,883| 806 |15552| 336 |14,515| 255
20 0.01 |18621| 549 |20,111| 494 |15828 | 313 |22,345| 659 |13966| 275 |13,035| 203
25 0.005 | 15,750 | 427 |17,010| 384 |13,388| 243 |18900| 512 |11,813| 213 |11,025| 158
6 0.084 |23,040| 1,089 (20,736 | 980 |19,584| 783 |27,648| 1,307 | 17,280 | 513 | 16,128 | 414
8 0.048 | 20,736 | 896 |18662| 806 |17,626| 705 |24,883| 1,075 |15552| 462 |14,515| 373
1.2 10 0.03 |20,736| 89 |18662| 806 |17,626| 670 |24,883| 1,075 |15552| 462 |14,515| 373
12 0.03 |20,736| 89 |18662| 806 |17,626| 618 |24,883| 1,075 | 15552 | 462 |14,515| 373
16 0.02 |18432| 79 |16,589| 716 |15667| 550 |22,118| 955 |13,824| 410 |12,902 | 331
6 0.1 |20,160| 952 |18,144 | 858 |17,136| 601 |24,192| 1,143 | 15120 | 449 |14112| 363
12 0.035 | 18,144 | 784 |16,330| 706 |15422| 541 |[21,773| 941 |13,608| 404 |12,701| 326
4 0.11 | 20,160 | 1,047 | 18,144 | 943 |17,136| 721 |24,192| 1,257 [15120| 583 |14,112| 434
6 0.11 |20,160 | 1,047 | 18,144 | 943 | 17,136 | 721 |24,192| 1,257 | 15120 | 561 |14,112| 434
8 0.08 |18,144| 862 |16,330| 846 |15422| 649 |21,773| 1,034 | 13,608 | 484 |12,701| 374
10 0.06 |18,144| 784 |16,330| 776 |15422| 649 |21,773| 1,034 | 13,608 | 484 |12,701 | 374
12 0.06 |18144| 784 |16,330| 706 |15422| 649 |21,773| 941 |13,608 | 404 |12,701| 326
14 0.038 | 18,144 | 784 |16,330| 706 |15422| 649 |[21,773| 941 |13,608 | 404 |12,701| 326
1.5 16 0.038 | 16,128 | 609 |14515| 549 |13,709| 352 [19354| 732 |12,096| 311 |11,290| 244
18 0.038 | 16,128 | 609 |14515| 549 |13,709| 352 [19354| 732 |12,09| 311 |11,290| 244
20 0.038 | 16,128 | 609 |14,515| 549 |13,709| 352 [19354| 732 |12,096| 311 |11,290| 244
25 0.023 | 12,096 | 392 |10,886| 353 |10,282| 250 |14,515| 471 9,072 | 196 | 8,467 | 149
30 0.015 | 10,080 | 266 |10,886| 239 | 8568 | 160 |12096| 320 | 7,560 | 125 | 7,056 | 101
35 0.01 |10,080| 266 |10,886| 239 | 8568 | 160 |12096| 320 | 7,560 | 125 | 7,056 | 101
40 0.005 | 8,064 | 142 | 7,258 | 128 | 6,854 86 9,677 | 171 6,048 67 5,645 54

1.4

16 6 0.11 | 18,720 | 1,081 | 16,848 | 1,017 | 15912 | 683 |22,464| 1,179 | 14,040 | 509 |13,104| 410
8 0.11 | 18,720 | 1,081 | 16848 | 885 |15912| 621 |22464| 1,179 | 14,040 | 509 |13,104| 410

6 0.13 |18,720| 1,081 | 16,848 | 1,061 | 15912 | 683 |22464 | 1,179 | 14040 | 556 | 13,104 | 448

18 8 0.13 |18,720| 1,081 | 16,848 | 973 |15912| 621 |22464 | 1,179 | 14040 | 556 | 13,104 | 448
2 4 0.2 |15120| 1,057 | 13,608 | 943 |12852| 661 |18,144| 1,257 | 11,340 | 493 |10,584| 399

[;¥3=] i52%P335m, [Note] Please refer to P335
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Recommended cutting datas to general machining

SPM200-SN2

IMERINT 279337 5% 7]

2 Flute, Extended Neck-Square Endmill

Y £z8i Continue

T N
Wokiee Notris Zm aem | agm orEm | UEES m, mas s o
Al Toy Sttggllss' Maftzhzﬁgigiéels o CoppAelrI, Hardened Steels | Hardened Steels
(1802 250HB) (25~ 35HRC) Aptensite s pper Alloys (45~ 55HRC) (55 ~65HRC)
R:thi%ﬁt;;%a(r?ga)rcf %@ﬁl?of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
S
(mm) L(e;:g]t)h r/min | mm/min| r/min | mm/min | r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min
6 0.2 |15120| 1,057 | 13,608 | 943 |12852| 661 |18,144| 1,257 | 11,340 | 493 |10,584| 399
8 0.14 |15120| 1,057 | 13,608 | 943 |12,852| 661 |18,144| 1,257 |11,340| 493 | 10,584 | 399
10 0.14 |15120| 1,057 | 13,608 | 943 |12,852| 661 |18,144| 1,257 |11,340| 493 | 10,584 | 399
12 0.1 13,608 | 862 |12,247| 776 |11,567 | 595 |16,330| 1,034 | 10,206 | 444 | 9,526 358
14 0.08 | 13,608 | 862 |12247| 776 |11,567| 595 |16,330| 1,034 | 10,206 | 444 | 9,526 | 326
16 0.08 | 13,608 | 823 |12247| 776 |11,567| 541 |16,330| 941 |10,206| 404 | 9,526 | 326
2 18 0.05 | 13,608 | 823 |12247| 776 |11,567| 541 |16,330| 941 |10,206 | 404 | 9,526 | 326
20 0.05 | 13,608 | 784 |12247| 706 |11,567| 541 |16,330| 941 |10,206| 404 | 9,526 326
25 0.05 [12,096| 609 |10,886| 549 |10,282| 352 |14,515| 732 9,072 311 8,467 244
30 0.03 [12096| 609 |10,886| 549 |10,282| 352 |14,515| 732 9,072 311 8,467 244
35 0.02 |10584| 437 | 9526 | 393 | 899% | 254 |12,701| 525 | 7,938 | 205 | 7,409 | 167
40 0.01 |10,5584| 437 | 9526 | 393 | 899 | 254 |12,701| 525 | 7,938 | 205 | 7,409 | 167
50 0.005 | 9,072 | 266 | 8165 | 239 | 7,711 155 |10,886| 320 | 6,804 | 125 | 6,350 | 101
8 0.18 |12960| 1,122 | 11,664 | 1,011 | 11,016 | 708 |15552 | 1,347 | 9,720 578 9,072 | 427
12 0.18 [12960| 1,122 | 11,664 | 1,011 | 11,016 | 644 | 15552 | 1,134 | 9,720 529 9,072 388
16 0.1 11,664 | 966 | 10,498 | 869 | 9914 580 |13,997 | 1,008 | 8,748 | 476 8,165 349
2.5 20 0.1 11,664 | 840 |10,498| 756 | 9914 | 580 |13,997| 1,008 | 8748 | 476 | 8,165 | 349
30 0.06 |10,368| 653 | 9,331 588 | 8813 | 392 |12442| 783 | 7,776 | 307 | 7,258 | 248
40 0.03 | 9,072 | 469 | 8165 | 422 | 7,711 282 |10886| 563 | 6804 | 221 6,350 | 178
50 0.01 9,072 | 469 8,165 | 422 7,711 282 |10,886| 563 6,804 | 221 6,350 178
8 03 |11,520| 997 |10,368| 897 | 9,792 629 | 13,824 | 1,198 | 9,540 513 8,064 380
12 0.21 [11,520| 997 |10,368| 897 | 9,792 629 | 13,824 | 1,198 | 9,540 513 8,064 380
16 0.15 | 10,368 | 895 9,331 738 | 8813 567 | 12,442 | 1,030 | 8,505 | 462 7,258 341
3 20 0.12 |10,368| 820 | 9,331 738 | 8813 | 567 |12442| 896 | 8505 | 462 | 7,258 | 341
25 0.08 |10,368| 820 | 9,331 738 | 8813 | 567 |12442| 896 | 8505 | 462 | 7,258 | 341
30 0.08 |10,368| 746 | 9,331 671 8813 | 567 [12,442| 896 | 8505 | 462 | 7,258 | 312
40 0.05 | 9,216 663 8,294 597 7,834 | 458 | 11,059 | 796 6,912 342 6,451 276
50 0.02 | 8,064 | 417 7,258 375 6,854 | 250 | 9,677 500 6,048 196 5,645 158
12 04 8460 | 1,692 | 7614 | 1,372 | 7,191 | 1,222 | 10,350 | 2,070 | 6,345 812 5,922 655
4 16 028 | 8460 | 1,692 | 7,614 | 1,372 | 7,191 | 1,222 | 10,350 | 2,070 | 6,345 812 5,922 655
20 028 | 7,614 | 1,523 | 6,853 | 1,234 | 6472 | 1,100 | 9,315 | 1,863 | 5,711 731 5330 | 590
25 016 | 7,614 | 1,372 | 6,853 | 1,110 | 6472 | 990 | 9,315 | 1,677 | 5711 731 5330 | 590

([E=] E&EP335M.
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Recommended cutting datas to general machining

SPM200-SN2

ANES ) RWYAREE Ve YN

2 Flute, Extended Neck-Square Endmill

Y £&8i Continue

Tt
Workpiece Materials B & aem T PHS#ZEIK N . .
G et oy St /ST #, A R R
Alloy Steels Too! Steels PH, Ferrite, Copper, Hardened Steels Hardened Steels
(1802 250HB) (25 ~ 35HRC) M?srgegig?_&tg)els Copper Alloys (45 ~55HRC) (55 ~65HRC)
TIEIRE (ap) ELBIZREK
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
M
M2 Under Bl | BHREE | BE | HEEE | BE | HHeEE | BE | HOEE | BE | HeERE | BE | HEEE
Mill Dia. | Neck ap n. Vi n. Vi n. i n. Vi n. Vi n. Vi
(mm) L(engt)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
mm
30 0.16 | 7,614 | 1,372 | 6853 | 1,110 | 6,472 | 990 | 9,315 | 1,677 | 5711 731 5330 | 590
a 35 0.1 6,853 | 1,234 | 6,168 | 999 5825 | 891 8,223 | 1,481 | 5140 | 658 | 4,797 | 530
40 0.1 6,853 | 1,234 | 6,168 999 5,825 891 8,223 | 1,481 | 5140 658 4,797 530
50 0.06 | 5922 846 5,330 761 5,034 592 7,106 | 1,015 | 4,442 398 4,145 321
20 0.3 6,761 | 1,487 | 6,085 | 1,338 | 5,747 946 8,113 | 1,622 | 5,071 635 4,732 514
25 0.3 6,084 | 1,216 | 5476 | 1,094 | 5,171 851 7,301 | 1,459 | 4,563 572 | 4,259 | 462
5 30 0.2 6,084 | 1,095 | 5476 | 985 5171 766 | 7,301 | 1,315 | 4,563 516 | 4,259 | 416
40 0.15 | 5476 | 986 | 4928 | 887 | 4654 | 690 | 6571 | 1,184 | 4107 | 464 | 3,833 374
50 0.1 5,476 986 | 4,928 887 | 4,654 690 6,571 | 1,184 | 4107 | 464 3,833 374
20 0.5 5564 | 1,333 | 5,008 | 1,200 | 4,730 932 6,676 | 1,466 | 4,173 689 3,894 506
6 30 04 5058 | 1,211 | 4,552 | 1,091 | 4,299 848 6,070 | 1,332 | 3,794 626 3,541 460
40 0.3 5058 | 998 | 4552 | 898 | 4299 | 762 | 6,070 | 1,199 | 3,794 | 563 3,541 413
50 0.2 4,500 | 887 | 4050 | 798 | 3,825 621 5400 | 981 3375 | 464 | 3,150 | 341
[F=]

THTFRRIMHR, apiER ERTIBIREGIRSHI TR, W R (45~55HRC) , ap&*0.5.
LBEESTHME. IR, ERSERSER, EESISEKE.
3LRRINTH, BEBINTIAAR. BR. ERIRSER, SHIBISM4HTEE,
AJNEAREERTTRPATFIEE, NFHARER SHEEER —LU IR,

[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened steels (45 ~ 55HRC),

ap*0.5.

2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Recommended cutting datas to high accuracy machining

SPM200-SN2

IMZRINT 279337 5% 7]

2 Flute, Extended Neck-Square Endmill

Y £z8i Continue

Tisant
Rt Fp aew | AW, TEN jirooa @, ee o o
AloySteels” | ToolSteels | LIRS | ConBer | Herdeneg Stesls | Hardened Stess
(180~ 250HB) (25 ~35HRC) (35~ 45HRC)
R:)tji%c;lﬁtﬁ%a(:ga)mll: E@ﬁ%&of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
i, | ap | R |EQER| REWGER) R ROER) KR EQER) RE RQER) KR ROER
(mm) L(enr:%]t)h r/min | mm/min| r/min | mm/min | r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min
0.3 0.006 | 50,000 | 350 |45,000| 299 |43,740| 218 |50,000| 350 |38475| 160 |36,045| 130
0.1 0.5 0.004 | 50,000 | 350 |45,000| 299 |43,740| 218 |50,000| 350 |38475| 160 |36,045| 130
1 0.003 | 50,000 | 318 |43,740| 271 |39,330| 198 |50,000| 318 |34,650| 146 |32,445| 116
0.5 0.015 | 40,500 | 401 |36,450| 361 |34,425| 254 |45000| 446 |30,375| 189 |28350| 152
1 0.011 | 40,500 | 401 |36,450| 361 |34,425| 254 |45000| 446 |30375| 189 |28350| 152
0.2 1.5 0.006 | 36,450 | 330 |32,805| 297 |30983| 228 |43,740| 397 |27,338| 170 |25515| 137
2 0.004 | 32,400 | 265 |29,160| 238 |27,540| 180 |[38880| 317 |24,300| 149 |22,680| 132
0.002 | 32,400 | 238 |29,160| 214 |27,540| 161 |38880| 285 |24,300| 149 |22,680| 120
1 0.021 | 36,000 | 408 |32,400| 367 |30,600| 257 |[43,200| 490 |27,000| 216 |25200| 174
1.5 0.021 | 36,000 | 408 |32,400| 367 |30,600| 257 |[43,200| 490 |27,000| 216 |25200| 174
0.3 2 0.012 | 32,400 | 336 |29,160| 302 |27,540| 231 |38880| 403 |24,300| 173 |22,680| 140
2.5 0.01 |32,400| 336 |29,160| 302 |27,540| 231 |38880| 403 |24,300| 173 |22,680| 140
3 0.008 | 32,400 | 336 |29,160| 302 |27,540| 231 |38,880| 403 |24,300| 162 |22,680 | 131
1 0.04 |28800| 572 |25920| 514 |24,480| 361 |34,560| 686 |21,600| 267 |20,160| 217
1.5 0.028 | 28,800 | 572 |25920| 514 |24,480| 361 |[34560| 686 |21,600| 267 |20,160 | 217
2 0.028 | 28,800 | 572 |25920| 514 |24,480| 361 [34560| 686 |21,600| 267 |20,160 | 217
2.5 0.022 | 25920 | 418 |23,328| 376 |22,032| 288 |31,1704| 501 |19,440| 215 |18,144| 173
3 0.016 | 25920 | 418 |23,328| 376 |[22,032| 288 |31,104| 501 |[19,440| 215 |18,144| 173
04 35 0.012 | 25920 | 418 |23,328| 376 |[22,032| 288 |31,104| 501 |[19,440| 215 |18,144| 173
4 0.01 |25920| 418 |23,328| 376 |22,032| 288 |31,104| 501 |19,440| 215 |18,144| 173
5 0.01 |23,040| 284 |20,736| 256 |19,584| 187 |27,648| 365 |17,280| 166 |16,128 | 130
6 0.006 | 23,040 | 284 |20,736| 256 |19584| 187 |[27,648| 365 |17280| 166 |16,128 | 130
8 0.003 | 20,160 | 216 |18,144| 195 |17,136| 144 |24,192| 260 |15120| 127 |14112| 115
10 0.002 | 17,280 | 159 |15552| 143 |14,688| 105 |20,736| 191 |12,960 93 12,096 | 85
1 0.05 |28,800| 572 |25920| 514 |24,480| 401 |34560| 686 |21,600| 269 |20,160| 217
1.5 0.05 |28,800| 572 |25920| 514 |24,480| 401 |34,560| 686 |21,600| 269 |20,160| 217
2 0.035 | 28,800 | 572 |25920| 514 |24,480| 401 |34560| 686 |21,600| 269 |20,160| 217
05 2.5 0.03 |25920| 418 |23,328| 376 |22,032| 319 |31,104| 501 |19440| 215 |18,144| 173
3 0.02 |25920| 418 |23,328| 376 |22,032| 319 |31,104| 501 |19,440| 215 |18,144| 173
4 0.02 |25920| 418 |23,328| 376 |22,032| 288 |31,104| 501 |19,440| 215 |18,144| 173
5 0.013 | 25920 | 418 |23,328| 376 |[22,032| 288 |31,104| 501 |[19,440| 215 |18,144| 173
6 0.013 | 23,040 | 325 |20,736| 292 |[19584| 187 |27,648| 390 |17,280| 166 |16,128 | 130

(=] E&%P340m,
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Recommended cutting datas to high accuracy machining

SPM200-SN2
IMEZRINI27)3K375%7]
2 Flute, Extended Neck-Square Endmill ) &z87 Continue
Workp:ilze{cqzr ﬁsatterials BN, S8 W, TER PHS5 KR R
Ciﬁ%‘i,n;éi?sls' np-l‘—l(lj%)féttgis' " P/I-l_tjl' Eee{?;ft% tlﬁ'lcrof)lﬁilﬁr,ﬁ Hard ﬁgjﬂ%teels Hard ;e%wb;%msmels
(1802 250HB) (25~ 35HRC) ?gtsefig?_'%tg)els Copper Alloys (45 ~55HRC) (55 ~65HRC)
R:?i%ui;;%ta(ﬁggr(}giuéﬁyof 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
HME Uér?é&er HE | HAERE | KR | HOEE | BE | HeEE | BE | HOERE | BE | HeEE | BE | HoEE
Mill Dia. | Neck ap n Vf n VFf n Vi n Vf n i n Vf
(mm) Lzenr:gmt)h r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min
05 8 0.008 | 23,040| 278 |20,736| 250 |19,584| 155 |27,648| 334 |17,280| 140 |16,128| 105
10 0.004 (20,160 | 216 |18,144| 194 |17,136| 109 |24,192| 259 |15120| 95 14,112 71
2 0.042 (28,800 | 816 |25920| 734 |24,480| 515 |34560| 980 |21,600| 384 |20,160| 310
3 0.035 | 25920 | 671 |23,328| 604 |22,032| 464 |[31,104| 806 |19440| 347 |18,144| 279
4 0.024 | 25920 | 671 |23,328| 604 |22,032| 464 |31,104| 806 |19,440| 347 |18,144| 279
5 0.02 |25920| 597 |23328| 536 |22032| 412 |31,1704| 716 |19,440| 308 |18,144 | 248
0.6 6 0.015 | 25920 | 597 |23,328| 536 |22032| 412 [31,104| 716 |19,440| 308 |18,144 | 248
7 0.015 [ 23,040 | 515 |20,736| 464 |19584| 356 |27,648| 618 |17,280| 266 | 16,128 | 214
8 0.015 (23,040 | 464 |20,736| 418 |19,584| 267 |27,648| 536 |17,280| 236 | 16,128 | 185
9 0.012 | 23,040 | 464 |20,736| 418 |19,584 | 267 |27,648| 536 |17,280| 236 |16,128 | 185
10 0.009 | 23,040 | 464 |20,736| 418 |19,584 | 267 |27,648| 536 |17280| 236 |16,128| 185
2 0.07 |28800| 816 |25920| 734 |24480| 515 |34560| 980 |21,600| 384 |20,160| 310
4 0.049 | 25920 | 597 |23,328| 536 |22032| 412 [31,104| 716 |19,440| 308 |18,144| 248
0.7 6 0.018 | 25920 | 597 |23,328| 536 |22,032| 412 [31,104| 716 |19,440| 308 |18,144 | 248
8 0.018 23,040 | 406 |20,736| 365 |19584| 234 |27,648| 487 |17,280| 206 |16,128 | 162
10 0.018 23,040 | 406 |20,736| 365 |19584| 234 |27,648 | 487 |17,280| 206 |16,128 | 162
4 0.056 | 28800 | 816 |25920| 734 |24,480| 572 |34560| 980 |21,600| 428 |20,160 | 345
6 0.032 | 25920 | 597 |23328| 536 |22032| 516 |31,1704| 716 |19,440| 385 |18,144| 311
0.8 8 0.02 |25920| 597 |23328| 536 |22,032| 412 |31,1704| 716 |19,440| 308 |18,144 | 248
10 0.02 |23,040| 406 |20,736| 365 |19,584 | 234 |27,648| 487 |17,280| 206 |16,128| 162
12 0.012 23,040 | 406 |20,736| 365 |19584| 234 |27,648 | 487 |17,280| 206 | 16,128 | 162
6 0.036 25920 | 746 |23328| 671 |22,032| 516 |31,104| 896 |19,440| 385 |18,144| 311
0.9 8 0.023 | 25920 | 671 |23328| 671 |22,032| 516 |31,104| 896 |19,440| 385 |18,144| 311
10 0.023 | 23,040| 464 |20,736| 418 |19,584 | 267 |27,648| 557 |17,280| 236 |16,128| 185
12 0.023 | 23,040| 406 |20,736| 373 |19,584 | 267 |27,648| 487 |17,280| 236 |16,128| 185
2 0.09 |25920| 1,098 |23,328 | 988 |22,032| 842 |31,104| 1,319 | 19,440 | 629 |18,144| 507
3 0.07 |25920| 1,098 |23,328 | 988 |22,032| 842 |31,1704| 1,319 | 19,440 | 629 |18,144| 507
4 0.065 | 25,920 | 1,098 | 23,328 | 988 |[22,032| 842 |31,104| 1,319 | 19,440 | 629 | 18,144 | 507
1 5 0.05 |25920| 1,098 | 23,328 | 988 |22,032| 842 |31,104| 1,319 | 19,440 | 629 | 18,144 | 507
6 0.035 23,328 | 907 |20995| 816 |[19829| 696 |27,994| 1,148 [17,496| 519 | 16,330 | 376
7 0.035 | 23,328 | 907 |20995| 816 |19829| 696 |[27,994| 1,148 | 17,496 | 519 |16,330| 376
8 0.035 | 23,328 | 907 |20995| 816 |19829| 696 |[27,994| 1,088 |17,496| 519 |16,330| 376

[;¥3=] i52%P340, [Note] Please refer to P.340
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Recommended cutting datas to high accuracy machining
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2 Flute, Extended Neck-Square Endmill

Y £z8i Continue

TRt
Workpiece Materials Cgffbmén%t‘%fﬂ ﬁﬁg?,’s%é%% PE§%$ @, @ae — e
Alloy Stecls | Tool Steels' |\ inSTScls | CoppirAlloys | | (45 SSHRO) | (b0 GSHRG)"
(180 ~250HB) (25 ~35HRC) (35~ 45HRC)
R:%%Ji%%a(ﬁggrjgzué?of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
(mm) L(emn%t)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
9 0.03 |23,328 | 907 |20995| 816 |19,829| 626 |27,994| 1,088 | 17,496 | 415 |16,330| 335
10 0.022 | 23,328 | 806 |20995| 734 |19829| 626 |27994| 1,088 [17,496| 415 |16,330| 335
12 0.022 | 20,736 | 626 |18,662| 564 |17,626| 361 |24,883| 752 |15552| 319 |14,515| 250
1 14 0.022 | 20,736 | 626 |18,662| 564 |17,626| 361 |24,883| 752 |15552| 319 |14,515| 250
16 0.012 | 20,736 | 536 |18,662| 483 |17,626 | 342 |24883| 644 |15552| 268 |14,515| 203
20 0.008 | 18,621 | 439 |16,759| 395 |15828 | 250 |[22345| 527 |13,966| 192 |13,035| 142
25 0.005 | 15,750 | 341 |[14,175| 307 |13,388| 194 [18900| 410 |11,813| 149 |11,025| 110
6 0.084 | 23,040 | 980 |20,736| 882 |19584| 684 |27,648| 1,175 |17,280| 462 |16,128| 373
8 0.048 | 20,736 | 806 |18,662| 725 |17,626| 616 |24,883| 967 |15552| 415 |14515| 335
1.2 10 0.03 |20,736| 806 |18662| 725 |17,626| 616 |24883| 967 |15552| 415 |14515| 335
12 003 |20,736| 644 |18662| 578 |17,626| 494 |24,883| 860 |15552| 369 |14,515| 298
16 002 |18432| 636 |16,589| 501 |15667| 439 |22118| 763 |13,824| 328 |12902| 265
14 6 0.1 [20,160| 857 |18144| 771 |17136| 541 |24,192| 1,029 | 15120 | 404 |14,112| 325
12 0.035 | 18,144 | 705 |16,330| 635 |15422| 486 |21,773| 846 |13,608| 364 |12,701| 293
4 0.11 | 20,160 | 952 |18,144| 858 |17,136| 601 |24,192| 1,143 |15120| 449 |14112| 362
6 0.11 | 20,160 | 857 |18,144| 779 |17,136| 601 |24,192| 1,029 |15120| 449 |14,112| 362
8 006 |18,144| 784 |16330| 706 |15422| 541 |21,773| 941 |[13,608| 404 |12,701| 326
10 0.06 |18144| 705 |16,330| 635 |15422| 541 |21,773| 941 |[13,608| 404 |12,701| 326
12 0.06 |18144 | 705 |16,330| 635 |15422| 541 |21,773| 846 |13,608| 364 |12,701| 293
14 0.038 | 18,144 | 705 |16,330| 635 |15422| 541 |21,773| 846 |13,608 | 364 |12,701| 293
1.5 16 0.038 | 16,128 | 548 |14,515| 494 13,709 | 316 |[19,354| 658 |12,096| 279 |11,290| 219
18 0.038 | 16,128 | 548 |14,515| 494 |13,709| 316 |19,354| 658 |[12,096| 279 |11,290| 219
20 0.038 | 16,128 | 548 |14,515| 439 |13,709| 281 |19,354| 658 |12,096| 248 |11,290| 194
25 0.023 | 12,096 | 352 |10,886| 282 |10,282| 200 |14,515| 423 | 9,072 157 | 8,467 119
30 0.015 | 10,080 | 239 |10,886| 191 8568 | 134 |12,09 | 287 | 7,560 | 100 | 7,056 80
35 0.01 10,080 | 212 |10886| 167 | 8568 | 134 |12,096| 256 | 7,560 | 100 | 7,056 80
40 0.005 | 8064 | 113 | 7258 | 102 | 6,854 68 9,677 | 137 | 6,048 53 5,645 43
16 6 0.11 18,720 | 879 |16,848| 796 |15912| 621 |22,464| 1,061 |14,040 | 464 |13,104| 374
8 0.11 | 18,720 | 879 |16,848| 796 |15912| 559 |22464 | 1,061 | 14,040 | 464 |13,104| 374
18 6 0.13 | 18,720 | 897 |16,848| 796 |15912| 621 |22464 | 1,061 | 14,040 | 464 |13,104| 374
8 0.13 18,720 897 16,848 796 15,912 559 22,464 | 1,061 | 14,040 464 13,104 374
2 4 0.2 15120 | 857 | 13,608 | 775 | 12852 | 590 | 18,144 | 1,143 | 11,340 | 449 | 10,5584 | 362

(=] E&%P340m,
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Recommended cutting datas to high accuracy machining

SPM200-SN2

IMZFRIN 2733755 7)

2 Flute, Extended Neck-Square Endmill

THtpe)
Workpiece Materials

) &z87 Continue

o eem | asm Tme | OLEES 5, mas s S
Alloy Steels | ToolSteels' | il (ST8Eols | CoppirAloys | (Ao SSHRO) | (o5 GSHRG)
(180~ 250HB) (25~ 35HRC) (35~ 45HRC)
jo'gi%u;t%%a(rfggrg%@éﬁof 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
(mm) L(enr’]wrgr;c)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
6 0.2 15120 | 857 | 13,608 | 775 12,852 | 590 | 18,144 | 1,143 | 11,340 | 449 | 10,584 | 362
8 0.14 15,120 857 13,608 775 12,852 590 18,144 | 1,143 | 11,340 449 10,584 362
10 0.14 15,120 857 13,608 775 12,852 590 18,144 | 1,143 | 11,340 449 10,584 362
12 0.08 | 13,608 | 784 | 12,247 | 706 | 11,567 | 531 16,330 | 941 10,206 | 404 9,526 326
14 0.08 | 13,608 | 784 | 12247 | 706 | 11,567 | 531 16,330 | 941 10,206 | 404 9,526 293
16 0.08 | 13,608 | 705 12,247 | 636 | 11,567 | 486 | 16,330 | 846 | 10,206 | 383 9,526 293
2 18 0.05 | 13,608 | 705 12,247 | 636 | 11,567 | 486 | 16,330 | 846 | 10,206 | 364 9,526 260
20 0.05 | 13,608 | 626 | 12247 | 564 | 11,567 | 432 | 16,330 | 799 | 10,206 | 323 9,526 260
25 0.05 12,096 548 10,886 494 10,282 281 14,515 658 9,072 279 8,467 209
30 003 | 1209 | 487 | 10,886 | 439 10,282 | 246 | 14515 | 585 9,072 248 8,467 194
35 0.02 | 10,584 | 349 9,526 314 8,996 203 12,701 419 7,938 164 7,409 133
40 0.01 10,584 | 306 9,527 275 8,996 177 12,701 367 7,938 143 7,409 116
50 0.005 | 9,072 212 8,165 167 7,711 108 | 10,886 | 256 6,804 87 6,350 70
8 0.18 | 12960 | 1,021 | 11,664 | 919 | 11,016 | 644 | 15552 | 1,225 | 9,720 482 9,072 388
12 0.18 | 12960 | 918 | 11,664 | 840 | 11,016 | 580 | 15552 | 1,021 | 9,720 468 9,072 348
16 0.1 11,664 755 10,498 682 9,914 521 13,997 907 8,748 405 8,165 314
2.5 20 0.1 11,664 | 715 10,498 | 640 9,914 464 | 13,997 | 756 8,748 405 8,165 279
30 0.06 | 10,368 | 522 9,331 411 8,813 313 | 12442 | 626 7,776 245 7,258 198
40 0.03 9,072 328 8,165 295 7,711 225 110886 | 393 6,804 176 6,350 142
50 0.01 9,072 304 8,165 274 7,711 183 10,886 | 338 6,804 154 6,350 124
8 0.3 11,520 | 907 | 10,368 | 816 9,792 572 | 13,824 | 1,089 | 8,640 428 8,064 345
12 0.21 11,520 | 907 | 10,368 | 816 9,792 572 | 13,824 | 1,089 | 8,640 428 8,064 345
16 0.12 10,368 746 9,331 671 8,813 516 12,442 896 7,776 385 7,258 310
: 20 0.12 | 10368 | 708 9,331 635 8,813 516 | 12,442 | 806 7,776 385 7,258 310
25 0.08 | 10,368 | 708 9,331 635 8,813 516 | 12,442 | 806 7,776 385 7,258 310
30 0.08 | 10,368 | 597 9,331 541 8,813 516 | 12,442 | 716 7,776 385 7,258 279
40 0.05 9,216 464 8,294 418 7,834 320 | 11,059 | 556 6,912 274 6,451 221
50 0.02 8,064 312 7,258 262 6,854 175 9,677 350 6,048 137 5,645 111
12 0.4 8,460 1,523 7,614 1,233 7,191 1,100 | 10,350 | 1,863 6,345 730 5,922 589
f 16 0.28 8,460 | 1,523 | 7,614 | 1,233 | 7,191 1,100 | 10,350 | 1,863 | 6,345 730 5,922 589
20 0.28 7614 | 1370 | 6853 | 1,110 | 6,472 989 9,315 | 1,677 | 5711 657 5,330 529
25 0.16 7614 | 1,233 | 6,853 998 6,472 891 9,315 | 1,508 | 5711 657 5,330 529

[iFE] E&%P340m.

[Note] Please refer to P340
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Recommended cutting datas to high accuracy machining
SPM200-SN2

IMEFRINT 270 5K37%57]

2 Flute, Extended Neck-Square Endmill

Y £z817 Continue

Tt
Workpiece Materials - PHES#kEMR
ERmn | BEEia /SRR #, wae R R
Alloy Steels Tool Steels PH, Ferrite, Copper, Hardened Steels Hardened Steels
(1802 250HB) (25 ~ 35HRC) M.(a?r’gegigifp.\tg;els Copper Alloys (45 ~55HRC) (55 ~65HRC)
YIBIZREE (ap) ELBIZRE
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
T i
M Under HE | HHAEE | BE | BHEEE | BE | HaRE | BE | #HS EF‘ B | HeERE | BE | HOEE
Mill Dia. | Neck ap n Vi n VE n v n n VFf n Vf
(mm) L(engt)h r/min mm/min r/min mm/min r/min mm/min r/min mm/mln r/min mm/min r/min mm/min
mm
30 0.16 7,614 | 1,233 | 6,853 998 6,472 792 9,315 | 1,508 | 5711 584 5,330 529
4 35 0.1 6,853 986 6,168 799 5,825 713 8,223 1,184 5,140 526 4,797 424
40 0.1 6,853 863 6,168 699 5,825 624 8,223 | 1,036 | 5140 460 4,797 371
50 0.06 5,922 592 6,395 533 5,034 414 7,106 710 4,442 278 4,145 224
20 0.3 6,761 1,216 | 6,085 | 1,094 | 5747 851 8,113 | 1,459 | 5,071 572 4,732 462
25 0.3 6,084 | 1,094 | 5476 985 5171 765 7,301 1,312 | 4,563 514 4,259 415
5 30 0.2 6,084 985 5476 886 5171 689 7,301 1,182 | 4,563 463 4,259 374
40 0.15 5476 788 4,928 709 4,654 552 6,571 947 4,107 371 3,833 299
50 0.1 5,476 788 4,928 621 4,654 518 6,571 887 4,107 324 3,833 262
20 0.5 5564 | 1,111 5,008 | 1,000 | 4,730 778 6,676 | 1,333 | 4173 522 3,894 422
3 30 04 5058 | 1,010 | 4,552 909 4,299 707 6,070 | 1,211 3,794 474 3,541 383
40 0.3 5,058 908 4,552 817 4,299 635 6,070 | 1,090 | 3,794 427 3,541 345
50 0.2 4,500 735 4,050 662 3,825 572 5,400 883 3,375 384 3,150 311
(EE]

131?? RIHE, apistz ERIBIRELCOIREHITIEEE, a0: Z6EHN (45 ~55HRC) |, apFE*0.5,
BEATHMEL INTRAK, FERSENRER, BESLEKE.

3-7&5/TD|JIEF‘, BEEINLAAA. B, ERENKERR, SEISEHTEZE,

AMNFEARERETRFAGIEIE, WHHAEER SHERZE LB,

[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened steels (45 ~ 55HRC),

ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.

3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.

4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.

340
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HEFIHISE (@BA)
Recommended cutting datas to general machining
SPM200-RN2
IMEFRINT27) BBkt 7]
2 Flute, Extended Neck-Corner Radius Endmill
WorkpiIe{:feMl\jlaztterials B, Se AﬁE i PHS#kER m
Ca,rbon Steels, Alloy Steels, P/I-TBEEe{ﬁﬂje ﬂa(fogﬁlp?r@ Hardﬁﬁgj%teels Hardzﬁ?j@smels
(1/*8'})°Y ;;%ﬂ-‘é) (;go'gsstﬁ‘;'é) Martensite Steels |  Copper Alloys (45 ~55HRC) (55 ~ 65HRC)
(35 ~45HRC)
R o) & bd@;ﬁ& of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
9 |BE | I HE MRS | KR | MORE | SR MORE | SR ROEE | BE | SOmE | BE | R
Mill | 32 3 3
Dia. i L'e\lr?é:t(h o r/r[r1\in mm\?:nin r/rrr]ﬂn mm\?:nin r/rrr:in mm/mln r/rrr:in mm\?:nin r/nr:in mm\ﬁnin r/nrlin mm\?:nin
(mm) | (mm) | “pr)
0.5 | 0.016 | 45,000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
0.02 1 0.011 | 45,000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
2 0.007 | 37,800 697 36,450 671 34,425 572 45,000 728 30,375 448 28,350 365
0.2 0.5 0.02 | 45,000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
e 1 0.014 | 45,000 830 40,500 746 38,250 635 45,000 830 33,750 498 31,500 407
1.5 | 0.008 | 42,300 779 38,475 709 36,338 603 45,000 728 32,063 473 29,925 386
2 0.008 | 37,800 697 36,450 671 34,425 572 45,000 728 30,375 448 28,350 365
1 0.016 | 43,200 | 1,045 | 38,880 941 36,720 660 45,000 | 1,087 | 32,400 492 30,240 397
0.02 2 0.011 | 34,992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
3 0.007 | 33,242 684 29,918 616 28,256 473 38,475 793 24,932 353 23,270 284
a2 1 0.021 | 43,200 | 1,045 | 38,880 941 36,720 660 45,000 | 1,087 | 32,400 492 30,240 397
1.5 | 0.016 | 41,040 993 36,936 894 34,884 627 42,750 | 1,032 | 30,780 468 28,728 377
0.05| 2 0.012 | 34,992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
2.5 0.01 | 34,992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
3 0.008 | 33,242 684 29,918 616 28,256 473 38,475 793 24,932 353 23,270 284
1 0.016 | 34,470 929 31,104 836 29,030 714 41,472 | 1,115 | 25,920 558 24,053 457
0.02 2 0.013 | 34,470 836 31,104 752 29,030 643 41,472 | 1,004 | 25,920 501 24,053 411
3 0.01 | 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288
4 0.007 | 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237
1 0.025 | 34,470 929 31,104 836 29,030 714 | 41,472 | 1,115 | 25,920 558 24,053 457
1.5 0.02 | 34,470 929 31,104 836 29,030 714 | 41,472 | 1,115 | 25,920 558 24,053 457
2 0.016 | 34,470 836 31,104 752 29,030 643 41,472 | 1,004 | 25,920 501 24,053 411
04 |0.05| 2.5 |0.015 | 32,400 797 29,160 716 27,540 609 38,880 956 24,300 478 22,680 391
3 0.014 | 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288
3.5 |0.012 | 24,786 548 22,307 493 21,068 420 29,743 658 18,590 329 17,350 269
4 0.008 | 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237
1 0.033 | 34,470 929 31,104 836 29,030 714 41,472 | 1,115 | 25,920 558 24,053 457
Y 2 0.028 | 34,470 836 31,104 752 29,030 643 41,472 | 1,004 | 25,920 501 24,053 411
3 0.016 | 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288
4 0.01 | 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237
™™ 1 0.016 | 34,470 929 31,104 836 29,030 714 41,472 | 1,115 | 25,920 558 24,053 457
2 0.013 | 34,470 929 31,104 836 29,030 714 | 41,472 | 1,115 | 25,920 558 24,053 457
[;¥3=] i52%P351, [Note] Please refer to P351
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Recommended cutting datas to general machining

SPM200-RN2

IMERINT 2] B3k II5E]

R

1R

2 Flute, Extended Neck-Corner Radius Endmill

THpet
Workpiece Materials

Y £z817 Continue

—— = PHSZEIR )
Cﬁ;/;'ﬁt?gns%?e(?fs A-l-lﬁ(ljf(’l?; gtteeﬂ; M P/D%E%{ﬁtme, ﬁ%og?)aﬁ Hardz_?\bei;jﬁ%teels Hardﬁ?jmsteels
(1802 250HB) (25~35HRC) ?gtsefig?_'%tg)els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
R:%%J?gfta(r?ga)rgg?;%go 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
0E | BE| i WE | EOEE | R SRR SE SRR KE | EOEE | GE | SeEE| gE | gEs
IB/IIgl :|=r{x Neck ap n. Vf . n. Vf n. V. n. Vi n. n.
(mm) | (mm) L(enr’]wrgr;c)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/mln r/min mm/mln
3 0.01 | 27994 | 755 | 25195 | 675 |23794| 571 33,593 | 900 | 20,995 | 426 | 19,596 | 343
0.02| 4 0.008 | 24,883 671 22,395 599 21,151 507 29,860 800 18,662 378 17,419 305
6 0.006 | 19,354 | 500 |17,419 | 449 | 16450 | 288 |23225| 599 | 14515 | 254 | 13,548 | 200
1 0.03 | 34470 | 929 | 31,104 | 836 |29030 | 714 | 41472 | 1,115 | 25920 | 558 | 24,053 | 457
2 0.023 | 34470 | 929 | 31,104 | 836 |29,030 | 714 |41472| 1,115 | 25920 | 558 | 24,053 | 457
3 0.017 | 27,994 | 755 | 25,195 | 675 | 23,794 | 571 33593 | 900 | 20,995 | 426 | 19,596 | 343
005 4 |0.017 | 24,883 | 671 22,395 | 599 | 21,151 507 | 29,860 | 800 | 18662 | 378 | 17419 | 305
0.5 5 0.011 | 21,773 | 588 | 19,596 | 525 18,507 | 444 | 26,127 | 700 | 16,330 | 331 15,241 267
6 0.008 | 19,354 500 17,419 449 16,450 288 23,225 599 14,515 254 13,548 200
1 0.035| 34470 | 929 |31,104 | 836 | 29,030 | 714 |41472| 1,115 | 25920 | 558 | 24,053 | 457
2 0.03 | 34470 | 929 | 31,104 | 836 |29,030| 714 | 41472 | 1,115 | 25920 | 558 | 24,053 | 457
01 3 0.02 | 27,994 | 755 | 25195 | 675 |23,794| 571 33,593 | 900 | 20,995 | 426 | 19,596 | 343
4 0.02 | 24,883 | 671 22,395 | 599 | 21,151 507 | 29,860 | 800 | 18662 | 378 | 17,419 | 305
5 0.013 | 21,773 | 588 | 19,596 | 525 18,507 | 444 | 26,127 | 700 | 16,330 | 331 15,241 267
6 0.013 | 19,354 | 500 | 17,419 | 449 | 16450 | 288 |23225| 599 | 14,515 | 254 | 13,548 | 200
2 0.016 | 34,470 | 1,310 | 31,104 | 1,182 | 29,030 892 41,472 | 1,576 | 25,920 697 24,053 572
002 4 |0.013 27994 | 1,032 | 25195 | 929 |23,794 | 713 | 33593 | 1238 | 20995 | 532 | 19596 | 429
6 0.01 | 21,773 | 803 | 19,59 | 723 18,507 | 554 |26,127 | 963 16,330 | 414 | 15,241 334
2 0.028 | 34,470 | 1,310 | 31,104 | 1,182 | 29,030 | 892 | 41,472 | 1,576 | 25920 | 697 | 24,053 572
4 10.019|27,994 | 1,032 | 25195 | 929 |23,794 | 713 |33,593 | 1,238 | 20,995 | 532 | 19,596 | 429
005 6 0.012 | 21,773 | 803 | 19,596 | 723 | 18,507 | 554 | 26,127 | 963 16,330 | 414 | 15241 334
0.6 8 0.01 | 20,684 | 762 | 18,616 | 687 | 17,582 | 527 | 24,821 915 15,513 | 393 14,479 | 317
10 | 0.007 | 18507 | 610 | 16,656 | 549 | 15,731 440 | 22,208 | 733 | 13,880 | 320 | 12955 | 258
2 0.035 | 34470 | 1,310 | 31,104 | 1,182 | 29,030 | 892 | 41,472 | 1,576 | 25920 | 697 | 24,053 | 572
4 |0.024 | 27994 | 1,032 | 25195 | 929 | 23,794 | 713 | 33,593 | 1,238 | 20,995 | 532 | 19,596 | 429
0.1 6 0.015 | 21,773 | 803 19,596 | 723 18,507 | 554 | 26,127 | 963 16,330 | 414 | 15,241 334
8 0.013 | 20,684 | 762 | 18616 | 687 | 17,582 | 527 | 24,821 915 15513 | 393 | 14479 | 317
10 | 0.009 | 18,507 | 610 | 16,656 | 549 | 15,731 440 | 22,208 | 733 13,880 | 320 | 12,955 | 258
0.05 4 0.024 | 27,994 | 1,032 | 25,195 929 23,794 713 33,593 | 1,238 | 20,995 532 19,596 429
07 6 0.015 | 21,773 | 803 19,596 | 723 18,507 | 554 | 26,127 | 963 16,330 | 414 | 15,241 334
o 4 10.029 | 27,994 | 1,032 | 25195 | 929 | 23,794 | 713 | 33,593 | 1,238 | 20,995 | 532 | 19,59 | 429
6 0.018 | 21,773 | 803 19,596 | 723 18,507 | 554 | 26,127 | 963 16,330 | 414 | 15,241 334
[;x=]) i&2%P351®™. [Note] Please refer to P.351
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Recommended cutting datas to general machining

SPM200-RN2
IMZRINT 27 EfASkAI5E]
2 Flute, Extended Neck-Corner Radius Endmill Y 4E@i Continue
WorkpiIe{ctMl\jlaztterials BN, S AﬁEE% PHE %K m
Ca,rbénClSteels, DAIon'SteéIE, P/EEEe{ﬁﬂze, iﬁl(foz)ﬁlpﬁr,ﬁ Hardﬁﬁeﬁj@steels Hard;ef?jmsteels
(1/*8'503’ ;;%ﬂSB) ( ;g"j'f;ﬁ?{é) Martensite Steels |  Copper Alloys (45 ~55HRC) (55 ~ 65HRC)
(35~45HRC)
R:thi%ﬁt;;%a(r?ga)rg %@ﬁ:ﬁ&of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
il G O | MMOVERT | SO | MMOVERT | SE | MO | SOE | MO | ROE | SMAEE | RE | saEE
Dia. | Neck ap n. V- n. Vi n. Vi n. VE n Vf n Vi
(mm) |(mm) L(e;]\g]t)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
4 |0.016| 36,000 | 1,328 | 32,400 | 1,194 | 30,600 | 1,015 | 43,200 | 1,592 | 27,000 797 25,200 651
002 6 0.013 | 27,540 914 24,786 823 23,409 77 33,048 | 1,096 | 20,655 609 19,278 498
4 0.026 | 36,000 | 1,328 | 32,400 | 1,194 | 30,600 | 1,015 | 43,200 | 1,592 | 27,000 797 25,200 651
0105 6 |0.015| 27,540 914 24,786 823 23,409 777 33,048 | 1,096 | 20,655 609 19,278 498
8 |0.012| 22,032 680 19,829 612 18,727 578 26,438 815 16,524 | 454 15,422 370
12 0.01 | 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
4 10.032| 36,000 | 1,328 | 32,400 | 1,194 | 30,600 | 1,015 | 43,200 | 1,592 | 27,000 797 25,200 651
08 6 |0.019| 27,540 914 24,786 823 23,409 777 33,048 | 1,096 | 20,655 609 19,278 498
01 8 0.015| 22,032 680 19,829 612 18,727 578 26,438 815 16,524 | 454 15,422 370
12 |0.012| 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
4 10.056 | 36,000 | 1,328 | 32,400 | 1,194 | 30,600 | 1,015 | 43,200 | 1,592 | 27,000 797 25,200 651
02 6 |0.032| 27,540 914 24,786 823 23,409 777 33,048 | 1,096 | 20,655 609 19,278 498
8 0.018 | 22,032 680 19,829 612 18,727 578 26,438 815 16,524 454 15,422 370
12 |0.015| 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
2 0.016| 35,541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047
4 10.013| 32400 | 1,941 | 29,160 | 1,747 | 27,540 | 1,485 | 38,880 | 2,329 | 24,300 | 1,165 | 22,680 951
002 6 0.01 | 26,244 | 1,415 | 26,369 | 1,581 | 22,307 | 1,202 | 31,493 | 1,698 | 19,683 943 18,371 770
8 0.008 | 23,328 | 1,257 | 23,620 | 1,274 | 19,829 | 1,069 | 27,994 | 1,509 | 17,496 839 16,330 685
10 |0.006 | 20,412 | 1,101 | 20,995 | 1,132 | 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599
12 |0.005| 18,144 869 18,371 990 15,422 647 21,773 | 1,043 | 13,608 571 12,701 456
2 0.046 | 35,541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047
3 0.035| 35,541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24936 | 1,047
1 4 10.027 | 32,400 | 1,941 | 29,160 | 1,747 | 27,540 | 1,485 | 38,880 | 2,329 | 24,300 | 1,165 | 22,680 951
5 0.021 | 28,662 | 1,719 | 26,369 | 1,581 | 24,936 | 1,346 | 35827 | 2,149 | 22,070 | 1,059 | 20,636 867
005 6 0.017 | 26,244 | 1,415 | 23,620 | 1,274 | 22,307 | 1,202 | 31,493 | 1,698 | 19,683 943 18,371 770
8 [0.016| 23,328 | 1,257 | 20,995 | 1,132 | 19,829 | 1,069 | 27,994 | 1,509 | 17,496 839 16,330 685
10 |0.011| 20,412 | 1,101 | 18,371 990 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599
12 0.01 | 18,144 869 16,330 783 15,422 647 21,773 | 1,043 | 13,608 571 12,701 456
16 |0.006 | 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 |0.004 | 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
0 2 0.065 | 35,541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047
3 0.05 | 35541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047

[;¥3=] i52%P351, [Note] Please refer to P351
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Recommended cutting datas to general machining

SPM200-RN2

IMERINT 2] B3k II5E]

2 Flute, Extended Neck-Corner Radius Endmill

Toean
Workpiece Materials

Y £z817 Continue

: 22W, TaE PHLSEE s N o .
Carbon Steels “Alloy steels (B i, Hae PR PRI
Alloy Steels ' Tool Steels. PH, Ferrite, Copper, Hardened Steels Hardened Steels
(180 ~ 250HB) (25~ 35HRC) M?étsefﬂﬁiSRtg)els Copper Alloys (45 ~55HRC) (55~65HRC)
TIEIRE (ap) HCAIZRSEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60

cut(ap)

e |Be tifair PO | BHGEE | R | AR | M | SR | MR | HHAWE | GSE | BOEE | fE | SHSEE
Dia. : eck ap n. Vi n. Vi n. Vi n. Vi n. Vi n. Vi
(mm) |(mm) L(enr:%t)h r/min | mm/min | r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min | r/min | mm/min

4 0.038 | 32,400 | 1,941 | 29,160 | 1,747 | 27,540 | 1,485 | 38,880 | 2,329 | 24,300 | 1,165 | 22,680 951

5 0.03 | 28,662 | 1,719 | 26,369 | 1,581 | 24,936 | 1,346 | 35827 | 2,149 | 22,070 | 1,059 | 20,636 867

6 0.024 | 26,244 | 1,415 | 23,620 | 1,274 | 22,307 | 1,202 | 31,493 | 1,698 | 19,683 943 18,371 770

8 0.024 | 23,328 | 1,257 | 20,995 | 1,132 | 19,829 | 1,069 | 27,994 | 1,509 | 17,496 839 16,330 685

01 10 |0.015| 20,412 | 1,701 | 18,371 990 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599
12 | 0.015 | 18,144 869 16,330 783 15,422 647 21,773 | 1,043 | 13,608 571 12,701 456

16 | 0.009 | 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

20 | 0.006 | 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
2 0.11 | 35,541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047
3 0.09 | 35541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047

4 0.07 | 32,400 | 1,941 | 29,160 | 1,747 | 27,540 | 1,485 | 38,880 | 2,329 | 24,300 | 1,165 | 22,680 951

5 0.05 | 28662 | 1,719 | 26,369 | 1,581 | 24936 | 1,346 | 35,827 | 2,149 | 22,070 | 1,059 | 20,636 867

6 0.04 | 26,244 | 1,415 | 23,620 | 1,274 | 22,307 | 1,202 | 31,493 | 1,698 | 19,683 943 18,371 770

02 8 0.04 | 23328 | 1,257 | 20,995 | 1,132 | 19,829 | 1,069 | 27,994 | 1,509 | 17,496 839 16,330 685
! 10 | 0.025 | 20412 | 1,101 | 18,371 990 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599
12 | 0.025 | 18,144 869 16,330 783 15,422 647 21,773 | 1,043 | 13,608 571 12,701 456

16 | 0.015 | 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

20 0.01 | 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
2 0.11 | 35541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047
3 0.09 | 35541 | 2,132 | 32,101 | 1,926 | 30,095 | 1,625 | 42,993 | 2,579 | 26,655 | 1,279 | 24,936 | 1,047

4 0.07 | 32400 | 1,941 | 29,160 | 1,747 | 27,540 | 1,485 | 38,880 | 2,329 | 24,300 | 1,165 | 22,680 951

5 0.05 | 28,662 | 1,719 | 26,369 | 1,581 | 24,936 | 1,346 | 35827 | 2,149 | 22,070 | 1,059 | 20,636 867

6 0.04 | 26,244 | 1,415 | 23,620 | 1,274 | 22,307 | 1,202 | 31,493 | 1,698 | 19,683 943 18,371 770

03 8 0.04 | 23,328 | 1,257 | 20,995 | 1,132 | 19,829 | 1,069 | 27,994 | 1,509 | 17,496 839 16,330 685
10 | 0.025| 20412 | 1,701 | 18,371 990 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599

12 | 0.025 | 18,144 869 16,330 783 15,422 647 21,773 | 1,043 | 13,608 571 12,701 456

16 | 0.015| 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

20 0.01 | 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285

5 0.03 | 28662 | 1,719 | 26,369 | 1,581 | 24,936 | 1,346 | 35827 | 2,149 | 22,070 | 1,059 | 20,636 867

125 | 0.1 10 | 0.015 | 23,328 | 1,257 | 18,371 990 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599
15 0.01 | 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

20 | 0.006 | 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285

[(F=] i58%P351W,
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Recommended cutting datas to general machining

SPM200-RN2

IMZRINT 27 EfASkAI5E]

2 Flute, Extended Neck-Corner Radius Endmill

THwpet
Workpiece Materials

Y £&g1i Continue

suo A PN PHEEkEK

CE;E"”&%TS A-TI)%?’ gt%:llgm P/I-l_t:l' Eee{?:fﬁ, ﬁaj(fog?ﬁr,@ Hard ﬁbgjmsteels Hard ﬁ?dmsteels

(180> y250HB) (25 ~ 35HRC) M?P:tsefiig?_‘SRtg)els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)

R;%%J@fta(fggrgggiﬁgo 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
o0E | @8 | Jher WE | SAEE | R HREE | RE | SORE| OE | SREE | SR SR RE | seRs
gllgl :Hz Neck ap n. Vf . n. V- n. V. n. Vi n. n. Vi
(mm) (mm) L(enqgf)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/mln r/min mm/min

5 0.05 | 28,662 | 1,719 | 26,369 | 1,581 | 24,936 | 1,346 | 35,827 | 2,149 | 22,070 | 1,059 | 20,636 867

10 | 0.025 | 23,328 | 1,257 | 18,371 990 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599

02 15 | 0.016 | 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

125 20 0.01 | 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
5 0.05 | 28,662 | 1,719 | 26,369 | 1,581 | 24,936 | 1,346 | 35,827 | 2,149 | 22,070 | 1,059 | 20,636 867

10 | 0.025 | 23,328 | 1,257 | 18,371 990 17,350 935 24,494 | 1,320 | 15,309 734 14,288 599

03 15 | 0.016 | 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

20 0.01 | 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285

4 0.042 | 24930 | 1,614 | 22,453 | 1,453 | 20,957 | 1,240 | 29,938 | 1,938 | 18,711 968 17,364 795

6 0.04 | 23,885 | 1,543 | 21,401 | 1,382 | 20,255 | 1,199 | 28,662 | 1,851 | 17,961 930 16,624 761

8 0.036 | 22,680 | 1,467 | 20,412 | 1,320 | 19,278 | 1,141 | 27,216 | 1,760 | 17,010 881 15,876 726

01 12 | 0.036 | 18,144 | 1,174 | 16,330 | 1,057 | 15,422 913 21,773 | 1,409 | 13,608 705 12,701 581

15 1 0.023 | 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426

20 |0.018 | 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

4 0.07 | 24930 | 1,614 | 22,453 | 1,453 | 20,957 | 1,240 | 29,938 | 1,938 | 18,711 968 17,364 795

6 0.065 | 23,885 | 1,543 | 21,401 | 1,382 | 20,255 | 1,199 | 28,662 | 1,851 | 17,961 930 16,624 761

02 8 0.06 | 22,680 | 1,467 | 20,412 | 1,320 | 19,278 | 1,141 | 27,216 | 1,760 | 17,010 881 15,876 726

12 0.06 | 18,144 | 1,174 | 16,330 | 1,057 | 15,422 913 21,773 | 1,409 | 13,608 705 12,701 581

15 | 0.038 | 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426

15 20 0.03 | 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
4 0.07 | 24930 | 1,614 | 22,453 | 1,453 | 20,957 | 1,240 | 29,938 | 1,938 | 18,711 968 17,364 795

6 0.065 | 23,885 | 1,543 | 21,401 | 1,382 | 20,255 | 1,199 | 28,662 | 1,851 | 17,961 930 16,624 761

8 0.06 | 22,680 | 1,467 | 20,412 | 1,320 | 19,278 | 1,141 | 27,216 | 1,760 | 17,010 881 15,876 726

03 12 0.06 | 18,144 | 1,174 | 16,330 | 1,057 | 15,422 913 21,773 | 1,409 | 13,608 705 12,701 581

15 | 0.038 | 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426

20 0.03 | 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

4 0.085 | 24930 | 1,614 | 22,453 | 1,453 | 20,957 | 1,240 | 29,938 | 1,938 | 18,711 968 17,364 795

6 0.08 | 23,885 | 1,543 | 21,401 | 1,382 | 20,255 | 1,199 | 28,662 | 1,851 | 17,961 930 16,624 761

8 0.07 | 22,680 | 1,467 | 20,412 | 1,320 | 19,278 | 1,141 | 27,216 | 1,760 | 17,010 881 15,876 726

05 12 | 0.065 | 18,144 | 1,174 | 16,330 | 1,057 | 15,422 913 21,773 | 1,409 | 13,608 705 12,701 581

15 | 0.045 | 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426

20 | 0.035 | 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

[i¥=] HE2%P351. [Note] Please refer to P351
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Recommended cutting datas to general machining

SPM200-RN2

IMERINT 2] B3k II5E]

2 Flute, Extended Neck-Corner Radius Endmill

Y £z817 Continue

AR
Workpiece Materials s PHE$#EK
o, qem | a2, THR /SR w, wae SR e
Alloy Steels D Too)ll Steels’ PH, Ferrite, Copper, Hardened Steels Hardened Steels
(180~ 250HB) (25~35HRC) M?artsefilg?_'SRtg)els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
TEIRE (ap) HEPIZEE
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60

cut(ap)
Lol Under | BAEE | RE | SAEE | RE | ROEE | GE | MAET | SE | EOEE | E | SAEE
Dia. 7 L':rsgt(h i r/nrjﬁn mm\?:‘nin r/nrjﬂn mm\?:mn r/nrjﬂn mm\ﬁfmin r/rrr11in mm\ﬁ'nin r/r?'nin mm\q'nin r/r?'nin mm\gnin
(mm) | (mm) (mm)
5 | 004 | 23,885 | 1,543 | 21,401 | 1,382 | 20,255 | 1,199 | 28,662 | 1,851 | 17,961 | 930 | 16,624 | 761
10 | 0.036 | 18,144 | 1,174 | 16,330 | 1,057 | 15422 | 913 | 21,773 | 1,409 | 13,608 | 705 | 12,701 | 581
01 15 | 0.023 | 14112 | 812 | 12701 | 731 | 11,995 | 604 | 16934 | 974 |10584 | 533 | 9,878 | 426
20 001814112 | 734 |12701 | 660 | 11,995 | 552 |16,934 | 880 | 10,584 | 486 | 9,878 | 385
5 | 0.065| 23885 | 1543 | 21,401 | 1,382 | 20,255 | 1,199 | 28,662 | 1,851 | 17,961 | 930 | 16,624 | 761
175 | oz 10 | 0.06 | 18,144 | 1,174 | 16,330 | 1,057 | 15422 | 913 | 21,773 | 1,409 | 13,608 | 705 | 12,701 | 581
15 | 0.038 | 14,112 | 812 | 12701 | 731 | 11,995 | 604 | 16934 | 974 | 10,584 | 533 | 9,878 | 426
20 | 0.03 | 14,112 | 734 |12701 | 660 |11,995| 552 | 16934 | 880 | 10,584 | 486 | 9,878 | 385
5 | 0.065 23885 | 1,543 | 21,401 | 1,382 | 20,255 | 1,199 | 28,662 | 1,851 | 17,961 | 930 | 16,624 | 761
10 | 0.06 | 18,144 | 1,174 | 16,330 | 1,057 | 15422 | 913 | 21,773 | 1,409 | 13,608 | 705 | 12,701 | 581
03 15 10038 [ 14,112 | 812 | 12701 | 731 |11,995| 604 |16934 | 974 | 10,5584 | 533 | 9,878 | 426
20 | 0.03 | 14112 | 734 | 12701 | 660 | 11,995 | 552 |16,934| 880 | 10,584 | 486 | 9,878 | 385
4 | 008 | 21,783 | 2,448 | 19,634 | 2,207 | 18,487 | 2,077 | 25796 | 2,899 | 16,337 | 1,467 | 15334 | 1,205
6 | 007 | 20,790 | 2,336 | 18,711 | 2,102 | 17,672 | 1,985 | 24,948 | 2,803 | 15,593 | 1,401 | 14,553 | 1,144
8 [0.055 18900 | 2,123 | 17,010 | 1,911 | 16,065 | 1,805 | 22,680 | 2,547 | 14,175 | 1,274 | 13,230 | 1,040
12 | 003 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 1,857 | 11,482 | 1,031 | 10,716 | 842
0 16 | 003 | 13,608 | 1,375 | 12,247 | 1,238 | 11,567 | 1,169 | 16,330 | 1,651 | 10,206 | 917 | 9,526 | 749
20 |0.025 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 | 8931 | 721 | 8335 | 588
25 |0.015 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 | 8931 | 721 | 8335 | 588
30 | 001 | 11,312 | 1,144 | 10,181 | 1,029 | 9,615 | 972 | 13574 | 1,373 | 8483 | 685 | 7,918 | 559
4 0.1 |21,783 | 2,448 | 19,634 | 2,207 | 18,487 | 2,077 | 25796 | 2,899 | 16,337 | 1,467 | 15334 | 1,205
6 | 008 | 20790 | 2,336 | 18711 | 2,102 | 17,672 | 1,985 | 24,948 | 2,803 | 15593 | 1,401 | 14,553 | 1,144
2 8 | 007 | 18900 | 2,123 | 17,010 | 1,911 | 16,065 | 1,805 | 22,680 | 2,547 | 14,175 | 1,274 | 13,230 | 1,040
12 | 004 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 1,857 | 11,482 | 1,031 | 10,716 | 842
02 16 | 004 | 13,608 | 1,375 | 12,247 | 1,238 | 11,567 | 1,169 | 16,330 | 1,651 | 10,206 | 917 | 9,526 | 749
20 |0.035 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 | 8931 | 721 | 8335 | 588
25 |0.025| 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 | 8931 | 721 | 8335 | 588
30 | 0017 | 11,312 | 1,144 | 10,181 | 1,029 | 9,615 | 972 | 13574 | 1,373 | 8483 | 685 | 7918 | 559
0.13 | 21,783 | 2,448 | 19,634 | 2,207 | 18,487 | 2,077 | 25796 | 2,899 | 16,337 | 1,467 | 15334 | 1,205
0.11 | 20,790 | 2,336 | 18,711 | 2,102 | 17,672 | 1,985 | 24,948 | 2,803 | 15,593 | 1,401 | 14,553 | 1,144
03 0.09 | 18,900 | 2,123 | 17,010 | 1,911 | 16,065 | 1,805 | 22,680 | 2,547 | 14,175 | 1,274 | 13,230 | 1,040
12 | 006 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18,371 | 1,857 | 11,482 | 1,031 | 10,716 | 842

[(F=] i58%P351W,
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IMZRINT 27 EfASkAI5E]

2 Flute, Extended Neck-Corner Radius Endmill

Y £&g1i Continue

TR
Workpiece Materials Cﬁffgén%fiﬁ ’ %%2% . %e%%m l;l:%-ﬁé% ilgk flﬂc, was ] dﬁﬁdﬁ@s | ] diﬁﬁdﬂs |
(%{?X zsé?)ﬂsé) ( ;gfl 3555?{3 Martehsﬁrerlgféels Cop;?erpAenoys ?ASinSESHI%?Z? s ?ESinESHI{?Ze) s
(35~45HRC)
R:?iiﬂjﬁ}%a(r?ga)rg l/21};eu;,;?':§ﬂof 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
A as G | MM | R | HAET | R A | SSE | MOEE | BE | SOEE | BE | #0EE
Dia. | Neck ap n. Vi n. Vi n. VE n. Vf n V. n. V-
(mm) | (mm) L(enr’]‘l%t)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min | mm/min
16 0.06 | 13,608 | 1,375 | 12,247 | 1,238 | 11,567 | 1,169 | 16,330 | 1,651 | 10,206 | 917 9,526 749
20 | 0.037 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 8,931 721 8,335 588
03 25 0.03 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 | 8,931 721 8,335 588
30 |0.021 11,312 | 1,144 | 10,181 | 1,029 | 9,615 972 | 13,574 | 1,373 | 8,483 685 7918 559
6 0.17 | 20,790 | 2,336 | 18,711 | 2,102 | 17,672 | 1,985 | 24948 | 2,803 | 15,593 | 1,401 | 14553 | 1,144
8 0.14 | 18,900 | 2,123 | 17,010 | 1,911 | 16,065 | 1,805 | 22,680 | 2,547 | 14,175 | 1,274 | 13,230 | 1,040
12 0.08 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 1,857 | 11,482 | 1,031 | 10,716 | 842
05| 16 0.08 | 13,608 | 1,375 | 12,247 | 1,238 | 11,567 | 1,169 | 16,330 | 1,651 | 10,206 | 917 9,526 749
20 0.05 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 8,931 721 8,335 588
2 25 0.05 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 | 8931 721 8,335 588
30 0.03 | 11,312 | 1,144 | 10,181 | 1,029 | 9,615 972 | 13,574 | 1,373 | 8,483 685 7918 559
6 0.22 | 20,790 | 2,336 | 18,711 | 2,102 | 17,672 | 1,985 | 24948 | 2,803 | 15593 | 1,401 | 14553 | 1,144
8 0.2 | 18900 | 2,123 | 17,010 | 1911 | 16,065 | 1,805 | 22,680 | 2,547 | 14,175 | 1,274 | 13,230 | 1,040
12 0.13 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 1,857 | 11,482 | 1,031 | 10,716 | 842
08| 16 0.1 13,608 | 1,375 | 12,247 | 1,238 | 11,567 | 1,169 | 16,330 | 1,651 | 10,206 | 917 9,526 749
20 0.06 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 8,931 721 8,335 588
25 |0.057 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,445 | 8,931 721 8,335 588
30 |0.045 (11,312 | 1,144 | 10,181 | 1,029 | 9,615 972 | 13,574 | 1,373 | 8,483 685 7918 559
10 0.05 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 2,064 | 11,482 | 1,031 | 10,716 | 842
01| 20 0.03 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,605 | 8,931 721 8,335 588
30 | 0015 | 11,312 | 1,144 | 10,181 | 1,029 | 9,615 972 | 13,574 | 1,373 | 8,483 685 7918 559
10 0.07 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 2,064 | 11,482 | 1,031 | 10,716 | 842
02| 20 0.04 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,605 | 8,931 721 8,335 588
e 30 0025 (11,312 | 1,144 | 10,181 | 1,029 | 9,615 972 | 13,574 | 1,373 | 8,483 685 7918 559
10 0.09 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 2,064 | 11,482 | 1,031 | 10,716 | 842
03| 20 0.06 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,605 | 8,931 721 8,335 588
30 0.03 | 11,312 | 1,144 | 10,181 | 1,029 | 9,615 972 | 13,574 | 1,373 | 8,483 685 7918 559
10 0.12 | 15309 | 1,548 | 13,778 | 1,393 | 13,013 | 1,316 | 18371 | 2,064 | 11,482 | 1,031 | 10,716 | 842
0.5 20 0.08 | 11,907 | 1,203 | 10,716 | 1,084 | 10,121 | 1,023 | 14,288 | 1,605 8,931 721 8,335 588
30 0.05 | 11,312 | 1,144 | 10,181 | 1,029 | 9,615 972 | 13,574 | 1,373 | 8,483 685 7,918 559
3 01 0.08 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991
0.07 | 14,400 | 2,021 | 12960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 | 991

[FRE] i52%P351M,
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HEETIHIZE (BA)

Recommended cutting datas to general machining

SPM200-RN2

IMERINT 2] B3k II5E]

2 Flute, Extended Neck-Corner Radius Endmill

Tt
Workpiece Materials

Y £z817 Continue

" PHE gk
. gam | A, TEN /BB w, wee PR SRE
Alloy Steels ' T00>I/ Steels PH, Ferrite, Copper, Hardened Steels Hardened Steels
(180 ~ 250HB) (25~ 35HRC) Mﬁggefig?—'%{tg)els Copper Alloys (45 ~55HRC) (55~65HRC)
TIBIRE (ap) LLBIZE
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60

cut(ap)

i | BE o EE | SRR | R | MAEE | SE | HARE | B | MAEE | BE | HARE | B | eEE
Dia. | Neck ap n. Vi n. Vi n. Vi n. i n. . n. i
(mm) | (mm) L((mgmt)h r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min

12 0.05 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

16 | 0.035| 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

01 18 | 0.035| 12898 | 1,811 | 11,464 | 1,609 | 10,987 | 1,543 | 15287 | 2,146 | 9,554 | 1,074 | 9,076 893
20 | 0.035| 11,664 | 1,638 | 10498 | 1,474 | 9914 | 1,392 | 13,997 | 1,966 | 8,748 983 8,165 803

30 | 0.027 | 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

35 0.02 | 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

6 0.1 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

8 0.09 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

12 0.07 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

02 16 0.05 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991
18 0.05 | 12,898 | 1,811 | 11,464 | 1,609 | 10,987 | 1,543 | 15,287 | 2,146 | 9,554 | 1,074 | 9,076 893

20 0.05 | 11,664 | 1,638 | 10,498 | 1,474 | 9914 | 1,392 | 13997 | 1,966 | 8,748 983 8,165 803

30 0.04 | 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

35 |0.035| 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

6 0.145 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

8 0.13 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

3 12 0.1 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991
03 16 | 0.075| 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991
18 | 0.075|12898 | 1,811 | 11,464 | 1,609 | 10,987 | 1,543 | 15,287 | 2,146 | 9,554 | 1,074 | 9,076 893

20 |0.075| 11,664 | 1,638 | 10,498 | 1,474 | 9914 | 1,392 | 13997 | 1,966 | 8,748 983 8,165 803

30 0.06 | 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

35 0.05 | 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

8 0.18 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

12 0.13 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

16 0.1 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

0.5 18 0.1 12,898 | 1,811 | 11,464 | 1,609 | 12,240 | 1,718 | 15287 | 2,146 | 9,554 | 1,074 | 9,076 893
20 0.1 11,664 | 1,638 | 10,498 | 1,474 | 9914 | 1,392 | 13,997 | 1,966 | 8,748 983 8,165 803

30 0.08 | 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

35 | 0.065| 9,072 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559

8 0.2 | 14,400 | 2,021 | 12960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

1 12 0.15 | 14,400 | 2,021 | 12,960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991
16 0.12 | 14,400 | 2,021 | 12960 | 1,820 | 12,240 | 1,718 | 17,280 | 2,426 | 10,800 | 1,213 | 10,080 991

[(F=] i58%P351W,
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Recommended cutting datas to general machining

SPM200-RN2

IMZRINT 27 EfASkAI5E]

2 Flute, Extended Neck-Corner Radius Endmill

Y £&g1i Continue

Workpiece Materials N A PHS#ERIK
bl | Sk /SN A, was P P
Alloy Steels i Too)ll Steels PH, Ferrite, Copper, Hardened Steels Hardened Steels
(1802 250HB) (25 ~ 35HRC) M?ggefigiitce)els Copper Alloys (45~ 55HRC) (55~ 65HRC)
TIEIRE (ap) ELBIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60

cut(ap)
el G WiE | BHARE | SR | SMOEE | SGE | MAEE | SO | SHOEE | SR | BEEE | E | apEe
Dia. | Neck ap n. Vi n. Vi n. Vi n. Vi n. Vi n. il
(mm) | (mm) L(enr]\g’;()h r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min
18 011 | 12,898 | 1,811 | 11,464 | 1,609 | 12,240 | 1,718 | 15287 | 2,146 | 9,554 | 1,074 | 9,076 893
3 1 20 0.11 | 11,664 | 1,638 | 10498 | 1,474 | 9914 | 1,392 | 13,997 | 1,966 | 8,748 983 8,165 803
30 0.09 | 9,072 | 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559
35 |0.075| 9,072 | 1,143 | 8,165 1,029 | 7,711 971 10,886 | 1,372 | 6,804 694 6,350 559
8 0.08 | 12,420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14904 | 2,592 | 9,315 1,296 | 8,694 | 1,058
12 | 0.065| 12,420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14904 | 2,592 | 9,315 1,296 | 8,694 | 1,058
16 0.06 | 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
0.1 20 | 0.055| 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
30 | 0.045| 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 1,547 | 6,179 774 5,767 632
35 0.04 | 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 | 1,547 | 6,179 774 5,767 632
45 0.03 | 6,592 825 5933 743 5,603 702 7,910 990 4,945 499 4,614 401
8 0.16 | 12,420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14904 | 2,592 | 9,315 1,296 | 8,694 | 1,058
12 0.14 | 12,420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14904 | 2,592 | 9,315 1,296 | 8,694 | 1,058
16 0.13 | 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
02| 20 0.11 | 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
30 0.1 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 | 1,547 | 6,179 774 5,767 632
35 0.08 | 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 | 1,547 | 6,179 774 5767 632
- 45 0.06 | 6,592 825 5933 743 5,603 702 7,910 990 4,945 499 4,614 401
8 024 | 12420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14,904 | 2,592 | 9,315 1,296 | 8,694 | 1,058
12 022 | 12,420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14904 | 2,592 | 9,315 1,296 | 8,694 | 1,058
16 0.2 | 10,301 | 1,791 9,064 | 1,576 | 8,652 | 1,504 | 12,360 | 2,149 | 7,416 1,031 7,004 852
03| 20 0.18 | 10,301 | 1,791 9,064 | 1,576 | 8,652 | 1,504 | 12,360 | 2,149 | 7,416 1,031 7,004 852
30 0.16 | 8239 | 1,290 | 7,415 1,161 7,003 1,096 | 9,887 1,547 | 6,179 774 5,767 632
35 0.14 | 8239 | 1,290 | 7,415 1,161 7,003 1,096 | 9,887 1,547 | 6,179 774 5,767 632
45 0.12 | 6,592 825 5933 743 5,603 702 7,910 990 4,945 499 4,614 401
12 0.35 | 12,420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14904 | 2,592 | 9,315 1,296 | 8,694 | 1,058
16 0.25 | 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
20 02 | 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
05| 30 0.15 | 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 1,547 | 6,179 774 5,767 632
35 0.1 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 1,547 | 6,179 774 5,767 632
45 0.05 | 6,592 825 5933 743 5,603 702 7,910 990 4,945 499 4,614 401
12 04 | 12,420 | 2,160 | 11,178 | 1,944 | 10,557 | 1,836 | 14,904 | 2,592 | 9,315 1,296 | 8,694 | 1,058

[FRE] i52%P351M,
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Recommended cutting datas to general machining

SPM200-RN2

IMERINT 2] B3k II5E]

2 Flute, Extended Neck-Corner Radius Endmill

Tt
Workpiece Materials

Y £z817 Continue

o, e S, TN fised w, wae SRR PR
?—\Ii%;/nsﬁéee?sls' /-_\l_l(l)%yl gttssllss' Malr’tl-el,n Eﬁgigféels o Co p;é]ﬁ, Harde;ned Steels HardeNned Steels
(1802 250HB) (252 35HRC) i pper Alioys (45 ~ 55HRC) (55 ~ 65HRC)
R;?iég]ﬁ%a(:c?a)rc; giuf?f?of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
0E | BB | i RE | BHAEE | R | MHOEE | RE MR | E | SMOEE | GE | MOEE | BE | NS
Mill | 22 S
Dia. ! L’;‘ﬁ;{(h e r/rrr]ﬂn mm\q'nin r/r?’\in mm\?;nin r/nrlin mm\?:nin r/nrj1in mm\;fmin r/r[r1\in mm\?:nin r/rrr]ﬂn mm\?:nin
(mm) | (mm)| ")
16 0.29 | 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
20 0.23 | 10,301 | 1,791 9,064 | 1,576 | 8,652 1,504 | 12,360 | 2,149 | 7,416 | 1,031 7,004 852
4 05| 30 0.17 | 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 | 1,547 | 6,179 774 5,767 632
35 0.12 | 8,239 1,290 | 7,415 1,161 7,003 1,096 | 9,887 | 1,547 | 6,179 774 5,767 632
45 0.06 | 6,592 825 5933 743 5,603 702 7,910 990 4,945 499 4,614 401
01 20 0.08 | 9885 | 2,149 | 889% | 1,934 | 8402 | 1,826 | 11,861 | 2,579 | 7,413 1,290 | 6,919 1,053
40 0.06 | 8,901 1,733 | 8,011 1,561 7,566 | 1,473 | 10,681 | 2,081 6,676 1,040 | 6,231 850
20 0.16 | 9,885 | 2,149 | 889 | 1,934 | 8402 | 1,826 | 11,861 | 2,579 | 7,413 1,290 | 6,919 1,053
02 40 0.13 | 8,901 1,733 | 8,011 1,561 7,566 1,473 | 10,681 | 2,081 6,676 1,040 | 6,231 850
5 03 20 024 | 9885 | 2,149 | 889 | 1,934 | 8,402 1,826 | 11,861 | 2,579 | 7,413 1,290 | 6,919 1,053
40 0.2 8,901 1,733 | 8,011 1,561 7,566 1,473 | 10,681 | 2,081 6,676 | 1,040 | 6,231 850
05 20 035 | 9,885 | 2,149 | 8,896 1,934 | 8,402 1,826 | 11,861 | 2,579 | 7,413 1,290 | 6919 | 1,053
40 | 0.135| 8,901 1,733 | 8,011 1,561 7,566 | 1,473 | 10,681 | 2,081 6,676 | 1,040 | 6,231 850
1 20 0.4 9,885 | 2,149 | 8,896 1,934 | 8,402 1,826 | 11,861 | 2,579 | 7,413 1,290 | 6919 | 1,053
40 0.15 | 8,901 1,733 | 8,011 1,561 7,566 | 1,473 | 10,681 | 2,081 6,676 | 1,040 | 6,231 850
12 0.08 | 8239 | 2,149 | 7415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6179 | 1,290 | 5,767 1,053
18 | 0.065| 8239 | 2,149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 1,290 | 5767 1,053
0.1 24 0.06 | 8239 | 2149 | 7415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 1,290 | 5,767 1,053
35 0.05 | 7,411 1,740 | 6,670 | 1,566 | 6,299 | 1,479 | 8893 | 2,088 | 5558 1,044 | 5,188 852
55 0.04 | 5765 1,354 | 5189 | 1,219 | 4,901 1,150 | 6,918 1,625 | 4,325 812 4,036 663
12 0.16 | 8,239 | 2,149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 1,290 | 5,767 1,053
18 0.14 | 8,239 | 2,149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6179 | 1,290 | 5767 | 1,053
02| 24 0.13 | 8239 | 2,149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 | 1,290 | 5,767 1,053
6 35 0.11 7411 1,740 | 6,670 | 1,566 | 6,299 | 1,479 | 8893 | 2,088 | 5558 | 1,044 | 5,188 852
55 0.08 | 5,765 1,354 | 5189 | 1,219 | 4,901 1,150 | 6918 | 1,625 | 4,325 812 4,036 663
12 024 | 8239 | 2149 | 7415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 1,290 | 5,767 1,053
18 022 | 8239 | 2149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 1,290 | 5,767 1,053
03] 24 0.2 8,239 | 2,149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 1,290 | 5,767 1,053
35 0.18 | 7,411 1,740 | 6,670 1,566 | 6,299 1,479 | 8893 | 2,088 | 5,558 1,044 | 5,188 852
55 0.14 | 5,765 1,354 | 5,189 1,219 | 4,901 1,150 | 6,918 1,625 | 4,325 812 4,036 663
05 18 035 | 8239 | 2,149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2579 | 6,179 | 1,290 | 5,767 | 1,053
24 029 | 8239 | 2,149 | 7,415 1,934 | 7,003 1,827 | 9,887 | 2,579 | 6,179 | 1,290 | 5,767 | 1,053

[(F=] i58%P351W,
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Recommended cutting datas to general machining

SPM200-RN2

IMZRINT 27 EfASkAI5E]

2 Flute, Extended Neck-Corner Radius Endmill

T
Workpiece Materials

Y £&g1i Continue

- PHESEE(K
o S I T /SR 7, Fes R R
Alloy Steels b Todl Steels PH, Ferrite, Copper, Hardened Steels Hardened Steels
(1802 250HB) (25 ~35HRC) M.(aggegig?_&tg;els Copper Alloys (45 ~55HRC) (55 ~65HRC)
TIEIRE (ap) HLBIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
sz | E | TR . s . e . s . s . s . s
i | B2 | Under WE | SR | SO | AR | IOE | SHAERE | SE | MAEE | RE | SOEE | R | SeEE
Dia. 5 LNeCkh ap n. V. n. Vi n. Vi n. Vi n. VE n Vf
(mm) | (mm) (enr:g’]t) r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
05 35 024 | 7411 1,740 | 6,670 | 1,566 | 6,299 | 1,479 | 8893 | 2,088 | 5558 | 1,044 | 5,188 852
' 55 0.165 | 5,765 1,354 5,189 1,219 4,901 1,150 6,918 1,625 4,325 812 4,036 663
. 18 04 8239 | 2149 | 7415 | 1,934 | 7,003 | 1,827 | 9887 | 2579 | 6179 | 1,290 | 5767 | 1,053
" 24 0.35 | 8239 | 2149 | 7,415 | 1934 | 7,003 | 1,827 | 9,887 | 2579 | 6179 | 1,290 | 5767 | 1,053
35 0.28 | 7,411 1,740 | 6,670 | 1,566 | 6,299 | 1,479 | 8893 | 2,088 | 5558 | 1,044 | 5,188 852
55 0.2 5765 | 1,354 | 5189 | 1,219 | 4,901 1,150 | 6918 | 1,625 | 4,325 812 4,036 663
[EE]

THFARRIMHE, apiER ERIDBIREGIREHITEE, W: FE8R (45~55HRC) , ap&*0.5.
2EEATHMRL IR, ERGENSIR, BESILENE.
3ERRINTE, BEBINTIRAR. BR. ERIRSER, HIBISRGHTERE,
AMBNRERETRPAIEE, NHARERN SHERER—LUIEE.

[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened steels (45 ~ 55HRC),

ap*0.5.

2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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HEFTHIZE (BREE)

Recommended cutting datas to high accuracy machining

SPM200-RN2
INERIIT 2D Bk %47

2 Flute, Extended Neck-Corner Radius Endmill

Tt
Workpiece Materials B, Ao asm, TAN Jireea . #as R PR
CZ'EE)':;”S?;Z?S'S /-_\l_l(l)%yl gtf:llss PH, Ferrite, Copper, Hardened Steels Hardened Steels
(1802 250HB) (25~ 35HRC) M?gtsefszllg?_'SRtg)els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
TIEIRE (ap) ELBIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
sz | | K
Mill | 342 | Under R | HHAEE | BE | BHREE | BE | HaRE | BE | HEEE | BE | HaRE | BE | HHEE
Di = | Neck ap n v n Vf n Vf n i n Vf n Vf
[EL ! Length r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
(mm) | (mm)| ")

0.5 | 0.016 | 45,000 | 232 |45000 | 207 |45000| 185 |45000| 276 | 45000 | 162 | 45000 | 144
0.02| 1 0.011 | 45,000 | 232 | 45000 | 207 |45000 | 185 | 45000 | 276 |45000 | 162 | 45000 | 144
2 | 000737800 | 182 |34,020| 163 |33,030| 158 | 45000 221 33,030 | 146 | 33,030 | 132
0.2 0.5 | 0.02 | 45000 | 232 | 45000 | 207 |45000 | 185 |45000| 276 |45000 | 162 | 45000 | 144
1 0.014 | 45,000 | 232 | 45,000 | 207 |45000 | 185 | 45000 | 276 |45000 | 162 | 45000 | 144
1.5 |0.008 | 45000 | 216 | 43,740 | 201 | 41310 | 182 | 45000 | 248 |41310| 153 | 41310 | 138
2 | 0008 |37800 | 182 |34,020| 163 | 33,030 | 158 | 45000 221 33,030 | 146 | 33,030 | 132
1 0.016 | 45,000 | 527 | 45000 | 464 | 45000 | 410 | 45000 | 626 | 45000 | 302 | 45000/ 288
0.02| 2 |0.011 | 40,500 | 477 | 40500 | 414 | 40,500 | 378 | 40500 | 558 | 40,500 | 270 | 40,500 | 261
3
1

0.05

0.007 | 31,500 371 31,500 322 31,500 293 36,000 | 454 27,000 180 27,000 175
0.021 | 45,000 527 45,000 | 464 | 45,000 | 410 | 45,000 626 | 45,000 302 | 45,000 288
1.5 | 0.016 | 45,000 527 40,500 | 464 | 40,500 | 410 | 45,000 626 | 40,500 302 | 40,500 288
0.05| 2 0.012 | 40,500 | 477 40,500 | 414 | 40,500 378 | 40,500 558 | 40,500 270 | 40,500 261
2.5 0.01 | 36,000 424 36,000 368 36,000 336 36,000 | 496 36,000 240 36,000 232
3 0.008 | 31,500 371 31,500 322 31,500 293 36,000 | 454 27,000 180 27,000 175
1 0.016 | 45,000 522 45,000 466 45,000 415 45,000 622 36,000 288 32,400 243
2 0.013 | 40,500 | 468 | 40,500 423 40,500 369 40,500 558 32,400 261 30,600 216
3 0.01 | 36,000 369 36,000 333 36,000 297 36,000 | 432 29,520 216 23,040 180
4

1

0.3

0.02

0.007 | 27,000 | 288 | 27,000 | 252 |27,000 | 225 |27,000 | 333 |19440 | 144 | 17,280 | 135
0.025 | 45,000 | 522 | 45,000 | 466 |45000 | 415 | 45000 | 622 |36000 | 288 |32400 243
1.5 | 0.02 | 45000 | 522 | 45000 466 |45000 | 415 |45000 | 622 |36000 | 288 | 32400 243

2 | 0016 | 40,500 | 468 | 40,500 | 423 |40500 | 369 |40500 | 558 |32400 | 261 30,600 | 216
04 |0.05| 25 |0.015| 36450 | 432 |36450| 360 |36450| 333 |36450 | 504 | 30060 | 243 |27540 | 198

3 |0014 | 36000 | 369 |36000| 333 |36000 | 297 | 36,000 | 432 |29520 | 216 | 23,040 | 180
35 |0.012 | 32,400 | 342 |32400 | 288 |32400| 270 |32400 | 378 |26460 180 | 20628 | 162

4 10.008 | 27,000 | 288 | 27,000 | 252 |27,000| 225 |27,000 | 333 | 19440 | 144 |17280 | 135

1 0.033 | 45,000 | 522 | 45000 | 466 |45000 | 415 |45000| 622 | 36,000 | 288 |32400 | 243

2 | 0028 | 40,500 | 468 | 40,500 | 423 |40,500 | 369 | 40500 | 558 | 32400 | 261 30,600 | 216

0 3 0016 | 36000 | 369 |36000| 333 |36000 | 297 | 36000 | 432 |29520 | 216 | 23,040 | 180

4 0.01 | 27,000 | 288 |27,000 | 252 |27,000| 225 |27,000 | 333 |19440| 144 | 17,280 | 135

00 1 0.016 | 45,000 | 808 | 45000 | 680 |36,000 & 418 |45000| 963 |27,000 | 340 | 25200 | 284
2

0.013 | 45,000 | 808 | 45000 | 680 |36,000 & 418 |45000| 963 | 27,000 | 340 | 25200 | 284

[¥=] i55%P3627, [Note] Please refer to P.362

352



GESAC

Mould Industry

®E

HEFTHIZH (BRE)

Recommended cutting datas to high accuracy machining

SPM200-RN2

INMZRINT 27 EfAkIHET]

2 Flute, Extended Neck-Corner Radius Endmill

T
Workpiece Materials

) &z87 Continue

i A PN PHESEE(K . .
C?;Ec;nsié%e%?s Aﬁ%?l' g,;%:sllssm M P/I-TBEEe{ﬁﬂje ﬂa(fogﬁlp?r@ Hardﬁﬁgj%teels Hardﬁ?j@steels
(1802 250HB) (25 ~35HRC) .(aggegig?_'itg;els Copper Alloys (45 ~55HRC) (55 ~65HRC)
R o) & bd@;ﬁ& of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
il G BE | SOEE | R | HREE | RE | SORE) BE | SREE| R | HOET | KE | SeEE
Dia. rI L'e\lr?é:t(h o r/r[r1\in mm\?:nin r/rrr]ﬂn mm\?:nin r/rrr:in mm/mln r/rrr:in mm\?:nin r/nr:in mm\ﬁnin r/nrlin mm\?:nin
(mm) | (mm) | “pr)
3 0.01 | 40,500 729 40,500 616 32,400 373 40,500 864 | 24,300 284 22,050 235
0.02| 4 0.008 | 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211
6 0.006 | 25,920 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180
1 0.03 | 45,000 808 | 45,000 680 36,000 | 418 45,000 963 27,000 340 25,200 284
2 0.023 | 45,000 808 | 45,000 680 36,000 | 418 45,000 963 27,000 340 25,200 284
3 0.017 | 40,500 729 | 40,500 616 32,400 373 40,500 864 24,300 284 | 22,050 235
005 4 0.017 | 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211
0.5 5 0.011 | 25,920 | 486 21,600 342 17,460 252 27,000 576 16,200 225 13,500 180
6 0.008 | 25,920 | 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180
1 0.035 | 45,000 808 | 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284
2 0.03 | 45,000 808 | 45,000 680 36,000 418 45,000 963 27,000 340 25,200 284
01 3 0.02 | 40,500 729 | 40,500 616 32,400 373 40,500 864 24,300 284 22,050 235
4 0.02 | 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211
5 0.013 | 25,920 | 486 21,600 342 17,460 252 27,000 576 16,200 225 13,500 180
6 0.013 | 25,920 | 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180
2 0.016 | 45,000 | 1,043 | 42,120 828 34,047 540 | 45,000 | 1,242 | 25,380 351 20,700 288
002 4 0.013 | 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
6 0.01 | 21,600 | 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
2 0.028 | 45,000 | 1,043 | 42,120 828 34,047 540 | 45,000 | 1,242 | 25,380 351 20,700 288
4 0.019 | 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
0.05| 6 0.012 | 21,600 | 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
0.6 8 0.01 | 21,600 | 419 18,000 308 16,200 257 27,000 | 496 16,020 205 13,500 180
10 | 0.007 | 21,600 | 406 18,000 298 16,200 248 27,000 | 481 16,020 199 13,500 174
2 0.035 | 45,000 | 1,043 | 42,120 828 34,047 540 | 45,000 | 1,242 | 25,380 351 20,700 288
4 0.024 | 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
0.1 6 0.015 | 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
8 0.013 | 21,600 | 419 18,000 308 16,200 257 27,000 | 496 16,020 205 13,500 180
10 | 0.009 | 21,600 | 406 18,000 298 16,200 248 27,000 | 481 16,020 199 13,500 174
0,05 4 0.024 | 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
07 6 0.015 | 21,600 | 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
01 4 0.029 | 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
6 0.018 | 21,600 | 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189
[;x=) i55%P362I. [Note] Please refer to P.362
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Recommended cutting datas to high accuracy machining

SPM200-RN2

IMERINT 2] B3k II5E]

2 Flute, Extended Neck-Corner Radius Endmill

Tt
Workpiece Materials

Y £z817 Continue

PHS IR
e e I i e /DR H, e S P
Alloy Steels - Tooyl Steels. PH, Ferrite, Copper, Hardened Steels Hardened Steels
(180 ~ 250HB) (25~ 35HRC) M?gtsefszllg?_'SRtg;els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
TIHEIRE (ap) ELBIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60

cut(ap)
il G BE | BHAEE | B | MHOEE | R | MOEE | GE | SMAEE | E | SAEE | BE | H0EE
Dia. rl L’;‘r%i(h R r/rrr]ﬂn mm\q'nin r/r?win mm\?;nin r/nrlin mm\?:nin r/nrlin mm\;fmin r/nrj\in mm\?:nin r/rrr]ﬂn mm\?:nin
(mm) | (mm)| %)
4 |0.016 | 43,200 | 992 | 32400 | 675 | 25200 | 466 | 45000 | 1,181 | 18,000 | 288 | 18,000 | 259
002 6 0.013 | 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
4 0026 | 43200 | 992 |32400 | 675 | 25200 | 466 | 45000 | 1,181 | 18,000 | 288 | 18,000 | 259
R 6 |0.015|34830 | 720 |23400 | 477 |22500| 415 | 36,000 | 855 | 16,200 | 259 | 16,200 | 230
8 10.012|26,123 | 540 | 18720 | 382 | 18000 | 332 |27,000 | 642 | 14,580 | 233 | 14,580 | 207
12 | 0.01 | 26,123 | 513 | 18720 | 363 | 18000 | 315 | 27,000 | 609 | 14,580 | 221 14,580 | 197
4 1003243200 | 992 |32400 | 675 | 25200 | 466 | 45000 | 1,181 | 18,000 | 288 | 18,000 | 259
08 6 |0.019|34830| 720 |23400| 477 |22500| 415 | 36,000 | 855 | 16,200 | 259 | 16,200 | 230
01 8 0.015 | 26,123 540 18,720 382 18,000 332 27,000 642 14,580 233 14,580 207
12 |0.012 | 26,1723 | 513 | 18720 | 363 | 18,000 | 315 | 27,000 | 609 | 14,580 | 221 14,580 | 197
4 | 0.056 | 43,200 | 992 | 32400 | 675 | 25200 | 466 |45000 | 1,181 | 18,000 | 288 | 18,000 | 259
o 6 |0.032|34830| 720 |23400 | 477 |22500 | 415 | 36,000 | 855 | 16,200 | 259 | 16,200 | 230
8 |0.018|26,123 | 540 | 18720 | 382 | 18,000 | 332 |27,000 | 642 | 14,580 | 233 | 14,580 | 207
12 | 0.015 | 26,123 | 513 | 18,720 | 363 | 18,000 | 315 | 27,000 | 609 | 14,580 | 221 14,580 | 197
2 |0.016 | 32,101 | 1,412 | 28,868 | 1,270 | 27,265 | 1,091 | 38,408 | 1,689 | 24,057 | 866 | 22,453 | 718
4 0.013 | 29,160 | 1,223 | 26,244 | 1,101 | 24,786 935 34,992 | 1,467 | 21,870 734 20,412 599
0.02 6 0.01 | 23,620 | 891 | 21,258 | 802 | 20,076 | 758 |28344 | 1,070 |17,715| 594 | 16,534 | 485
8 |0.008 |20995| 792 |18896 | 713 |17,846 | 673 |25195| 950 | 15746 | 528 | 14,697 | 431
10 | 0.006 | 18371 | 693 | 16,534 | 624 |15615| 590 | 19,596 | 832 |13,778 | 463 | 12859 | 377
12 | 0.005 | 16,330 | 548 | 14,697 | 493 |[13,880 | 408 | 19,596 | 657 |12247 | 359 | 11,431 | 288
2 |0.046 | 32,101 | 1,412 | 28,868 | 1,270 | 27,229 | 1,089 | 38,408 | 1,689 | 24,057 | 866 | 22,453 | 718
3 |0.035|30618 | 1,316 | 27,556 | 1,185 | 27,265 | 1,091 | 36,716 | 1,579 | 22,964 | 780 | 21,433 | 643
4 0.027 | 29,160 | 1,223 | 26,244 | 1,101 | 26,025 | 1,015 | 34,992 | 1,467 | 21,870 734 20,412 599
! 5 1002125981 | 1,039 | 23384 | 935 |24786| 935 |31,242 | 1,249 | 19486 | 654 | 18,187 | 535
R 6 |0.017|23620 | 891 |21,258 | 802 |22084 | 835 |28344 | 1,070 | 17,715 | 594 | 16,534 | 485
8 |0.016|20995| 792 |1889 | 713 | 17,846 | 673 |25195| 950 | 15746 | 528 | 14,697 | 431
10 |0.011 18371 | 693 | 16,534 | 624 | 15615 | 590 | 22,045 | 832 | 13,778 | 463 | 12859 | 377
12 | 0.01 | 16,330 | 548 | 14,697 | 493 | 13,880 | 408 | 19596 | 657 | 12247 | 359 | 11,431 | 288
16 | 0.006 | 16,330 | 480 | 14,697 | 431 13,880 | 378 | 19,596 | 575 | 12247 | 308 | 11,431 | 239
20 | 0.004 | 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180
o1 2 006532101 | 1,412 | 28,868 | 1,270 | 27,265 | 1,091 | 38,408 | 1,689 | 24,057 | 866 | 22453 | 718
3 0.05 | 30,618 | 1,316 | 27,556 | 1,185 | 26,025 | 1,015 | 36,716 | 1,579 | 22,964 | 780 | 21,433 | 643

[(FE] ES%EP362@.
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Recommended cutting datas to high accuracy machining
SPM200-RN2

IMBRII T2 D BRI

2 Flute, Extended Neck-Corner Radius Endmill Y 4E§i Continue

TRt E m
Workpiece Materials C‘fﬁg&%{%ﬂﬁ ’ SA%%){?/ 'St:etf%s%m F;/%;—ié%%% & Fae s e
Alloy steels Tool Steels’ | \rtantl Sttels | CopperAlioys | | (45~ SSHRG) | | (55 GSHRO)
(180~ 250HB) (25~ 35HRC) (35~ 45HRC)
R:%%Ji%%a(:ggrglﬂzuﬁ?of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)

e (L] G WIE | BHARE | SR | SHAEE | SGE | MAEE | SO | SMOEE | SR | BLEE | E | ahEe
Dia. | Neck ap n. V. n. Vi n. Vi n. Vi n. Vi n Vf
(mm) | (mm) L(ergrgr;()h r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min

4 0.038 | 29,160 | 1,223 | 26,244 | 1,101 | 24,786 935 34992 | 1,467 | 21,870 734 20,412 599

5 0.03 | 25,981 | 1,039 | 23,384 935 22,084 835 31,242 | 1,249 | 19,486 654 18,187 535

6 0.024 | 23,620 891 21,258 802 20,076 758 28,344 | 1,070 | 17,715 594 16,534 | 485

01 8 0.024 | 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
10 | 0.015 | 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

12 | 0.015]| 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 | 0.009 | 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 | 0.006 | 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

2 011 | 32,101 | 1,412 | 28,868 | 1,270 | 27,265 | 1,091 | 38,408 | 1,689 | 24,057 866 22,453 718

3 0.09 | 30,618 | 1,316 | 27,556 | 1,185 | 26,025 | 1,015 | 36,716 | 1,579 | 22,964 780 21,433 643

4 0.07 | 29,160 | 1,223 | 26,244 | 1,101 | 24,786 935 34,992 | 1,467 | 21,870 734 20,412 599

5 0.05 | 25,981 | 1,039 | 23,384 935 22,084 835 31,242 | 1,249 | 19,486 654 18,187 535

02 6 0.04 | 23,620 891 21,258 802 20,076 758 28,344 | 1,070 | 17,715 594 16,534 485
8 0.04 | 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431

! 10 | 0.025 | 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
12 | 0.025 | 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 | 0.015| 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.01 | 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

2 0.11 | 32,101 | 1,412 | 28,868 | 1,270 | 27,265 | 1,091 | 38,408 | 1,689 | 24,057 866 22,453 718

3 0.09 | 30618 | 1,316 | 27,556 | 1,185 | 26,025 | 1,015 | 36,716 | 1,579 | 22,964 780 21,433 643

4 0.07 | 29,160 | 1,223 | 26,244 | 1,101 | 24,786 935 34,992 | 1,467 | 21,870 734 20,412 599

5 0.05 | 25,981 | 1,039 | 23,384 935 22,084 835 31,242 | 1,249 | 19,486 654 18,187 535

03 6 0.04 | 23,620 891 21,258 802 20,076 758 28,344 | 1,070 | 17,715 594 16,534 | 485
8 0.04 | 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431

10 | 0.025 | 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

12 | 0.025 | 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 | 0.015| 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.01 | 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

5 0.03 | 25981 | 1,039 | 23,384 935 22,084 835 31,242 | 1,249 | 19,486 654 18,187 535

125 | 0.1 10 | 0.015 | 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
15 0.01 | 16,330 480 14,697 493 13,880 408 19,596 575 12,247 308 11,431 239

20 | 0.006 | 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

[;¥E] 52%P3627™, [Note] Please refer to P362
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Recommended cutting datas to high accuracy machining

SPM200-RN2

IMERINT 2] B3k II5E]

2 Flute, Extended Neck-Corner Radius Endmill

Y £z817 Continue

TR E m
Workpiece Materials Cffgon?{%ﬂ AA%Z@ Steelsi l;/?g%@ ﬁac' Eas 9y dﬁﬁ%ﬂs | y ﬁ%@ |
({-gboy ZS;?)?—:SB) (;gogsstﬁilé) Martehsﬁrengteéels Copp())eprpAelrons €£5e~n5eSHP§E§ * ?ESingSHFEE? *
(35 ~45HRC)
R:%%J?gfta(r?ga)rgg?rﬁﬁgo 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
0E | BE| i WE | EOEE | R SRR SE SRR KE | EOEE | GE | SeEE| gE | gEs
IB/IIgl =|='j;7r: Neck ap n. Vf . n. Vf n. V. n. Vi n. n.
(mm) | (mm) L(enr’]wrgr;c)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/mln r/min mm/mln
5 0.05 | 25981 | 1,039 | 23,384 | 935 |22084 | 835 | 31242 | 1,249 | 19486 | 654 | 18,187 | 535
10 | 0.025 | 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
02 15 | 0.016| 16,330 | 480 | 14,697 | 493 13,880 | 408 | 19,596 | 575 12,247 | 308 | 11,431 239
20 0.01 | 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180
12> 5 0.05 | 25981 | 1,039 | 23,384 | 935 | 22,084 | 835 | 31242 | 1,249 | 19486 | 654 | 18,187 | 535
03 10 | 0.025 | 18,371 693 16,534 | 624 | 15615 | 590 | 22,045 | 832 | 13,778 | 463 12,859 | 377
15 | 0.016 | 16,330 | 480 | 14,697 | 493 13,880 | 408 | 19,596 | 575 12,247 | 308 | 11,431 239
20 | 0.01 | 12,247 | 359 11,022 | 323 10,410 | 284 | 14,697 | 431 9,185 231 8,573 180
4 0.042 | 22,437 | 1,017 | 20,208 915 18,860 852 26,944 | 1,220 | 16,840 677 15,628 550
6 0.04 | 21,401 967 19,299 | 872 | 18,344 | 829 | 25605 | 1,157 | 16,051 644 | 14904 | 524
o1 8 0.036 | 20,412 | 924 | 18,371 832 17350 | 786 | 24,494 | 1,110 | 15309 | 617 | 14,288 | 503
12 10.036 | 16330 | 740 | 14,697 | 666 | 13,880 | 628 | 19,596 | 887 | 12247 | 493 11,431 402
15 10.023 | 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
20 | 0.018 | 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
4 0.07 | 22,437 | 1,017 | 20,208 | 915 | 18,860 | 781 26,944 | 1,220 | 16,840 | 610 | 15628 | 500
6 0.065 | 21,401 967 19,299 872 18,344 829 25,605 | 1,157 | 16,051 644 14,904 524
az 8 0.06 |20412 | 924 | 18,371 832 | 17,350 | 786 | 24,494 | 1,110 | 15309 | 617 | 14,288 | 503
12 0.06 | 16,330 | 740 | 14697 | 666 | 13,880 | 628 | 19,596 | 887 12,247 | 493 11,431 402
15 10.038 | 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
e 20 0.03 | 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
4 0.07 | 22,437 | 1,017 | 20,208 | 915 18,860 | 781 26,944 | 1,220 | 16,840 | 610 | 15628 | 500
6 0.065 | 21,401 967 19299 | 872 | 18344 | 829 | 25605 | 1,157 | 16,051 644 | 14904 | 524
03 8 0.06 | 20412 | 924 | 18,371 832 | 17350 | 786 | 24,494 | 1,110 | 15309 | 617 | 14,288 | 503
12 006 | 16330 | 740 | 14697 | 666 | 13,880 | 628 | 19,596 | 887 | 12,247 | 493 | 11,431 402
15 | 0.038 | 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
20 0.03 | 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
4 |0.085 | 22437 | 1,017 | 20,208 | 915 18,860 | 781 26,944 | 1,220 | 16,840 | 610 | 15628 | 500
6 0.08 | 21,401 967 | 19,299 | 872 | 18,344 | 829 | 25605 | 1,157 | 16,051 644 | 14904 | 524
05 8 0.07 | 20,412 924 18,371 832 17,350 786 24,494 | 1,110 | 15,309 617 14,288 503
12 | 0.065| 16,330 | 740 |14,697 | 666 | 13,880 | 628 | 19,596 | 887 | 12,247 | 493 11,431 402
15 | 0.045 | 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
20 | 0.035| 12,701 511 11,431 460 | 10,796 | 381 15,241 614 9,526 336 8,890 268
[iF=] i52%P362. [Note] Please refer to P.362
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Recommended cutting datas to high accuracy machining
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INMZRINT 27 EfAkIHET]

2 Flute, Extended Neck-Corner Radius Endmill

TR
Workpiece Materials

) &z87 Continue

PHSEEERIK
;. 2w B /SRR w, was R R
illoc;/ Ste%?ss’ To%)ll St§§|SSI PH, Ferrite, Copper, Hardened Steels Hardened Steels
(180~ 250HB) (25~ 35HRC) M?:gtsefigaitg)els Copper Alloys (45 ~55HRC) (55~65HRC)
YIHGREL (ap) HLBIZREL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60

cut(ap)
e e Uter WE | BMAEE | SR | MOEE | SGE | SMOER | fOE | BQEE | BE | S0EE | E | BhEE
IDIF r L':r?gci(h o r/rrr11in mm\ﬁnin r/r?]in mm\?:nin r/nrjlin mm\ﬁfmin r/r?win mm\ﬁnin r/r?lin mm\ﬁnin r/r?\in mm\ﬁnin
(mm) | (mm)| ")

5 0.04 | 22,437 | 1,017 | 20,208 | 915 | 18860 | 781 | 26944 | 1,220 | 16,840 | 610 | 15628 | 500

01 10 [0.036 | 20,412 | 924 | 18371 | 832 | 17350 | 786 | 24494 | 1,110 | 15309 | 617 | 14,288 | 503

15 | 0.023 | 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

20 | 001812701 | 511 | 11431 | 460 | 10,796 | 381 | 15241 | 614 | 9,526 336 | 8,890 268

5 |0.065 22437 | 1,017 | 20,208 | 915 | 18,860 | 781 | 26944 | 1,220 | 16,840 | 610 | 15628 | 500

10 | 0.06 | 20412 | 924 |18371| 832 | 17,350 | 786 | 24,494 | 1,110 | 15309 | 617 | 14,288 | 503

17> 02 15 [0.038 | 12,701 | 511 | 11,431 | 460 | 10,796 | 381 | 15241 | 614 | 9,526 336 8,890 268
20 | 0.03 [ 12,701 | 511 | 11,431 | 460 | 10,796 | 381 | 15241 | 614 | 9,526 336 8,890 268

5 |0.065 22437 | 1,017 | 20,208 | 915 | 18860 | 781 | 26944 | 1,220 | 16,840 | 610 | 15628 | 500

10 0.06 | 20,412 924 18,371 832 17,350 786 24,494 | 1,110 | 15,309 617 14,288 503

03 15 |0.038 | 12,701 | 511 | 11,431 | 460 | 10,796 | 381 | 15241 | 614 | 9,526 336 8,890 268
20 | 0.03 | 12,701 | 511 | 11,431 | 460 | 10,796 | 381 | 15241 | 614 | 9,526 336 8,890 268

4 0.08 | 19,777 | 1,554 | 17,771 | 1,396 | 16,624 | 1,306 | 23,503 | 1,847 | 14,761 | 930 | 13,757 | 756

6 0.07 | 18711 | 1,472 | 16,840 | 1,324 | 15905 | 1,250 | 22,453 | 1,766 | 14,034 | 883 | 13,098 | 721

8 |0.055| 17,010 | 1,337 | 15309 | 1,203 | 14,459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 | 11,907 | 655

12 | 003 | 13,778 | 975 | 12,400 | 878 | 11,712 | 829 | 16,534 | 1,170 | 10,334 | 650 9,644 531

01 16 0.03 | 12,247 867 11,022 780 10,410 736 14,697 | 1,040 | 9,185 578 8,573 472

20 |0.025 (10,716 | 759 9,644 | 682 9,109 644 | 12,859 | 910 8,037 506 7,502 | 413

25 |0.015| 10,716 | 681 9,644 | 613 9,109 579 | 12,859 | 817 8,037 | 455 7,502 370

30 | 0.01 [10,181 | 647 9,162 582 8,654 550 | 12,217 | 777 7,636 | 432 7,126 352

4 0.1 | 19,777 | 1,554 | 17,771 | 1,396 | 16,624 | 1,306 | 23,503 | 1,847 | 14,761 | 930 | 13,757 | 756

) 6 0.08 | 18711 | 1,472 | 16,840 | 1,324 | 15905 | 1,250 | 22,453 | 1,766 | 14,034 | 883 | 13,098 | 721
8 0.07 | 17,010 | 1,337 | 15309 | 1,203 | 14,459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 | 11,907 | 655

12 0.04 | 13,778 975 12,400 878 11,712 829 16,534 | 1,170 | 10,334 650 9,644 531

02 16 0.04 | 12,247 867 11,022 780 10,410 736 14,697 | 1,040 | 9,185 578 8,573 472

20 |0.035| 10,716 | 759 9,644 682 9,109 644 | 12,859 | 910 8,037 506 7,502 | 413

25 |0.025| 10,716 | 681 9,644 613 9,109 579 | 12,859 | 817 8,037 | 455 7,502 370

30 | 0017 | 10,181 | 647 9,162 582 8,654 550 | 12,217 | 777 7,636 | 432 7,126 352

0.13 | 19,777 | 1,554 | 17,771 | 1,396 | 16,624 | 1,306 | 23,503 | 1,847 | 14,761 | 930 | 13,757 | 756

0.11 | 18,711 | 1,472 | 16,840 | 1,324 | 15905 | 1,250 | 22,453 | 1,766 | 14,034 883 13,098 721

03 0.09 | 17,010 | 1,337 | 15309 | 1,203 | 14,459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 | 11,907 | 655

12 | 006 | 13,778 | 975 |12400 | 878 | 11,712 | 829 | 16,534 | 1,300 | 10,334 | 650 9,644 531

[iF&E] BE&%P362mA.

[Note] Please refer to P362
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Recommended cutting datas to high accuracy machining

SPM200-RN2

IMERINT 2] B3k II5E]

2 Flute, Extended Neck-Corner Radius Endmill

Y £z817 Continue

TR E m
Workpiece Materials Cffgon?{%ﬂ AA%Z@ Steelsi l;/?g%@ ﬁac' Eas 9y dﬁﬁ%ﬂs | y ﬁ%@ |
({-gboy ZS;?)?—:SB) (;gogsstﬁilé) Martehsﬁrengteéels Copp())eprpAelrons €£5e~n5eSHP§E§ * ?ESingSHFEE? *
(35 ~45HRC)
R:%%J?gfta(r?ga)rgg?ﬁfgo 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
Lo i ME | MOEE | RE | MORE| GE |SQEE | KE | M0EE) RE | sgew | G2 | o
Dia. s Neck ap n. VE n. Vf n. V. n. Vi n. n.
(mm) | (mm) L(enr’]wrgr;c)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/mln r/min mm/mln
16 0.06 | 12,247 | 867 | 11,022 | 780 | 10410 | 736 | 14,697 | 1,156 | 9,185 578 8,573 472
20 | 0.037 | 10,716 759 9,644 682 9,109 644 12,859 | 1,011 8,037 506 7,502 413
03 25 0.03 | 10,716 | 681 9,644 613 9,109 579 | 12,859 | 817 8,037 455 7,502 370
30 | 0.021 | 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352
6 0.17 | 18,711 | 1,472 | 16,840 | 1,324 | 15905 | 1,250 | 22,453 | 1,766 | 14,034 | 883 | 13,098 | 721
8 0.14 | 17,010 | 1,337 | 15,309 | 1,203 | 14459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 11,907 | 655
12 0.08 | 13,778 | 975 12,400 | 878 | 11,712 | 921 16,534 | 1,300 | 10,334 | 650 9,644 531
05| 16 | 008 | 12247 | 867 | 11,022 | 780 | 10410 | 736 | 14,697 | 1,156 | 9,185 578 8,573 472
20 0.05 | 10,716 759 9,644 682 9,109 644 12,859 | 1,011 8,037 506 7,502 413
2 25 0.05 | 10,716 | 681 9,644 613 9,109 579 | 12,859 | 817 8,037 455 7,502 370
30 | 0.03 | 10,181 647 9,162 582 8,654 550 | 12,217 | 777 7,636 432 7,126 352
6 0.22 | 18,711 | 1,472 | 16,840 | 1,324 | 15905 | 1,250 | 22,453 | 1,766 | 14,034 | 883 13,098 | 721
8 0.2 | 17,010 | 1,337 | 15309 | 1,203 | 14,459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 11,907 | 655
12 0.13 | 13,778 | 975 | 12,400 | 878 | 11,712 | 829 | 16,534 | 1,300 | 10,334 | 650 9,644 531
08| 16 0.1 | 12,247 | 867 |11,022| 780 | 10,410 | 736 | 14,697 | 1,156 | 9,185 578 8,573 472
20 0.06 | 10,716 759 9,644 682 9,109 644 12,859 | 1,011 8,037 506 7,502 413
25 |0.057 | 10,716 | 681 9,644 613 9,109 579 12,859 | 817 8,037 455 7,502 370
30 | 0.045 | 10,181 647 9,162 582 8,654 550 | 12,217 | 777 7,636 432 7,126 352
10 |0.055| 17,010 | 1,337 | 15309 | 1,203 | 14459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 11,907 | 655
01| 20 0.03 | 12247 | 867 |11,022 | 780 | 10410 | 736 | 14,697 | 1,156 | 9,185 578 8,573 472
30 |0.015| 10,716 | 681 9,644 613 9,109 579 | 12,859 | 907 8,037 455 7,502 370
10 0.07 | 17,010 | 1,337 | 15309 | 1,203 | 14,459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 11,907 | 655
0.2 20 0.04 | 12,247 867 11,022 780 10,410 736 14,697 | 1,156 | 9,185 578 8,573 472
e 30 |0.025| 10,716 | 681 9,644 613 9,109 579 | 12,859 | 907 8,037 455 7,502 370
10 0.09 | 17,010 | 1,337 | 15309 | 1,203 | 14459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 | 11,907 | 655
03| 20 0.06 | 12247 | 867 | 11,022 | 780 |10410 | 736 | 14,697 | 1,156 | 9,185 578 8,573 472
30 0.03 | 10,716 | 681 9,644 613 9,109 579 | 12,859 | 907 8,037 455 7,502 370
10 0.14 | 17,010 | 1,337 | 15,309 | 1,203 | 14459 | 1,137 | 20,412 | 1,605 | 12,758 | 803 11,907 | 655
0.5 20 0.08 | 12,247 867 11,022 780 10,410 736 14,697 | 1,156 9,185 578 8,573 472
30 | 0.05 | 10,716 | 681 9,644 613 9,109 579 | 12,859 | 907 8,037 455 7,502 370
3 01 0.08 | 12,960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 9,720 764 9,072 624
0.07 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624
[iF=] i52%P362. [Note] Please refer to P.362
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Recommended cutting datas to high accuracy machining
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2 Flute, Extended Neck-Corner Radius Endmill

T
Workpiece Materials

) &z87 Continue

b bl | Skl gy @, Fae P P
C%Eg,nsﬁéi?;s' A‘I"lé%)ll gttsgllss' PH, Ferrite, Copper, Hardened Steels | Hardened Steels
(180 ~ 250HB) (25~ 35HRC) M?argegi{g?_lﬁtce)els Copper Alloys (45 ~55HRC) (55~ 65HRC)
TIEIRE (ap) EUGIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60

cut(ap)

e G WIE | SHAEE | SR | SMAEE | SO | SMAEE | SOE | SMOEE | SE | SREE | E | shEE
Dia. | Neck ap n. V. n. V. n. Vi n. Vi n. Vi n. Vi
(mm) |(mm) L(egg\t)h r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min

12 0.05 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

16 | 0.035| 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

0 18 | 0.035| 11,656 | 1,144 | 10,509 | 1,034 | 9,841 966 13,948 | 1,369 | 8,789 690 8,121 558
20 | 0.035| 10,498 | 1,031 9,448 929 8,923 877 12,597 | 1,238 | 7,873 618 7,349 505

30 |0.027 | 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354

35 0.02 | 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354

6 0.1 12,960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

8 0.09 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

12 0.07 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

16 0.05 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

02 18 0.05 | 11,656 | 1,144 | 10,509 | 1,034 | 9,841 966 13,948 | 1,369 | 8,789 690 8,121 558
20 0.05 | 10,498 | 1,031 9,448 929 8,923 877 12,597 | 1,238 | 7,873 618 7,349 505

30 0.04 | 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354

35 |0.035| 8165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354

6 0.145 | 12,960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15,552 | 1,528 | 9,720 764 9,072 624

8 0.13 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

3 12 0.1 12,960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624
16 | 0.075| 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

03 18 |0.075| 11,656 | 1,144 | 10,509 | 1,034 | 9,841 966 13,948 | 1,369 | 8,789 690 8,121 558
20 |0.075| 10,498 | 1,031 9,448 929 8,923 877 12,597 | 1,238 | 7,873 618 7,349 505

30 0.06 | 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354

35 0.05 | 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

8 0.18 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

12 0.13 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

16 0.1 12,960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

0.5 18 0.1 11,656 | 1,144 | 10,509 | 1,034 | 9,841 966 13,948 | 1,369 | 8,789 690 8,121 558
20 0.1 10,498 | 1,031 9,448 929 8,923 877 12,597 | 1,238 | 7,873 618 7,349 505

30 0.08 | 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354

35 | 0.065| 8165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354

8 02 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

1 12 0.15 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624
16 0.12 | 12960 | 1,274 | 11,664 | 1,147 | 11,016 | 1,083 | 15552 | 1,528 | 9,720 764 9,072 624

[iF&E] BE&%P362mA.

[Note] Please refer to P362
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TR E m
Workpiece Materials N N PHEEEE{R N
Cﬁ;/;'ﬁt?gns%?e(?fs A-l-lﬁ(ljf(’l?; gtteeﬂ; M P/D%E%{ﬁtme, ﬁ%og?)aﬁ Hardz_?\bei;jﬁ%teels Hardﬁ?jmsteels
(1802 250HB) (25~35HRC) ?gtsefig?_'%tg)els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
R:%%J?gfta(r?ga)rgg?ﬁ%go 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
Lo i ME | MOEE | RE | MORE| GE |SQEE | KE | M0EE) RE | sgew | G2 | o
Dia. s Neck ap n. VE n. Vf n. V. n. Vi n. n.
(mm) | (mm) L(enr’]wrgr;c)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/mln r/min mm/mln
18 0.11 | 11,656 | 1,144 | 10,509 | 1,034 | 9,841 966 13,948 | 1,369 | 8,789 690 8,121 558
3 1 20 0.11 | 10,498 | 1,031 9,448 929 8,923 877 12,597 | 1,238 7,873 618 7,349 505
30 0.09 | 8165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354
35 | 0.075| 8165 721 7,349 649 6,940 613 9,797 866 6,124 432 5715 354
8 0.08 | 10,092 | 1,755 9,082 1,580 | 8,578 1,492 | 12110 | 2,106 | 7,569 1,053 7,064 860
12 | 0.065 | 10,092 | 1,755 9,082 1,580 | 8,578 1,492 | 12,110 | 2,106 | 7,569 1,053 7,064 860
16 0.06 | 9,230 1,605 8,240 1,433 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
0.1 20 | 0.055 | 9,230 1,605 8,240 1,433 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
30 |0.045| 9,230 1,605 8,240 1,433 6,180 968 11,124 | 1,934 | 4942 619 4,612 505
35 0.04 | 9,230 1,605 8,240 1,433 | 6,180 968 11,124 | 1,934 | 4942 619 4,612 505
45 0.03 | 7,416 968 6,592 860 5,026 655 8,899 1,160 | 4,450 464 3,707 322
8 0.16 | 10,092 | 1,755 9,082 1,580 | 8,578 1,492 | 12,110 | 2,106 | 7,569 1,053 7,064 860
12 0.14 | 10,092 | 1,755 | 9,082 1,580 | 8,578 1,492 | 12,110 | 2,106 | 7,569 1,053 7,064 860
16 0.13 | 9,230 1,605 | 8,240 1,433 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
02| 20 0.11 9,230 1,605 | 8,240 1,433 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
30 0.1 9,230 1,605 | 8,240 1,433 6,180 968 11,124 | 1,934 | 4,942 619 4,612 505
35 0.08 | 9,230 1,605 | 8,240 1,433 6,180 968 11,124 | 1,934 | 4,942 619 4,612 505
4 45 0.06 | 7,416 968 6,592 860 5,026 655 8,899 1,160 | 4,450 464 3,707 322
8 0.24 | 10,092 | 1,755 | 9,082 1,580 | 8,578 1,492 | 12,110 | 2,106 | 7,569 1,053 7,064 860
12 0.22 | 10,092 | 1,755 | 9,082 1,580 | 8,578 1,492 | 12110 | 2,106 | 7,569 1,053 7,064 860
16 0.2 9,230 1,605 | 8,240 1,433 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
03] 20 0.18 | 9,230 1,605 | 8,240 1,433 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
30 0.16 | 9,230 1,605 8,240 1,433 6,180 968 11,124 | 1,934 | 4942 619 4,612 505
35 0.14 | 9,230 1,605 8,240 1,433 6,180 968 11,124 | 1,934 | 4942 619 4,612 505
45 0.12 | 7,416 968 6,592 860 5,026 655 8,899 1,160 | 4,450 464 3,707 322
12 0.35 | 10,092 | 1,755 9,082 1,580 | 8,578 1,492 | 12,110 | 2,106 | 7,569 1,053 7,064 860
16 0.25 | 9,230 1,605 8,240 1,433 | 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
05 20 0.2 9,230 1,605 8,240 1,433 | 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733
30 0.15 | 9,230 1,605 8,240 1,433 6,180 968 11,124 | 1,934 | 4942 619 4,612 505
35 0.1 9,230 1,605 | 8,240 1,433 6,180 968 11,124 | 1,934 | 4942 619 4,612 505
45 0.05 | 7,416 968 6,592 860 5,026 655 8,899 1,160 | 4,450 464 3,707 322
1 12 04 | 10,092 | 1,755 | 9,082 1,580 | 8,578 1,492 | 12,110 | 2,106 | 7,569 1,053 7,064 860
[iF=] i52%P362. [Note] Please refer to P.362
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Recommended cutting datas to high accuracy machining

SPM200-RN2

INMZRINT 27 EfAkIHET]

2 Flute, Extended Neck-Corner Radius Endmill

T
Workpiece Materials

) &z87 Continue

RS PN PHSEEE{R
Cgif:gonsigfflﬁ Al-%ggl' S,E:et ell S%U P/D-TB Eee{ﬁﬂje ﬂac'oft)liégrﬁ Hardﬁﬁgj%teels Hardie%\?j@steels
(1800}’25%?_'%) (ZSO SSﬁﬁ?é) M,(agtsegig?_'Stg;als Copper Alloys (45 ~55HRC) (55~65HRC)
R:?lajiﬁia(ﬁggrglﬂgﬁﬁo 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)

HE | BE | e HE MRS | SR | SRR SR | RORN )| 6E | SAEE | R | HoE | SR | R
I’\D/|||z!| :.zré Neck ap n. Vf . n. n. n. Vi n. Vi n V.
(mm) |(mm) L(ergr%h r/min | mm/min | r/min mm/mln r/min mm/mln r/min | mm/min | r/min | mm/min | r/min | mm/min

16 0.29 | 9,230 | 1,605 | 8,240 1,433 | 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733

20 0.23 | 9,230 | 1,605 | 8,240 1,433 | 7,827 1,361 | 11,124 | 1,934 | 6,839 951 6,016 733

4 1 30 0.17 | 9,230 | 1,605 | 8,240 1,433 | 6,180 968 11,124 | 1,934 | 4,942 619 4,612 505
35 0.12 | 9,230 | 1,605 | 8,240 1,433 | 6,180 968 11,124 | 1,934 | 4,942 619 4,612 505

45 0.06 | 7416 968 6,592 860 5,026 655 8,899 1,160 | 4,450 464 3,707 322

01 20 0.08 | 8239 | 1,791 7,415 1,612 | 7,003 1,523 | 9,887 | 2,149 | 6,179 1,075 5,767 878

40 0.06 | 5931 1,156 | 5,338 1,040 | 5,042 982 7,116 | 1,386 | 4,449 693 4,152 566

20 0.16 | 8,239 1,791 7,415 1,612 | 7,003 1,523 | 9,887 | 2,149 | 6,179 | 1,075 | 5767 878

02 40 0.13 | 5,931 1,156 | 5,338 1,040 | 5,042 982 7,116 | 1,386 | 4,449 693 4,152 566

20 0.24 | 8,239 1,791 7415 1,612 | 7,003 1,523 | 9,887 | 2,149 | 6,179 | 1,075 | 5767 878

> 03 40 0.2 5,931 1,156 | 5,338 1,040 | 5,042 982 7116 | 1,386 | 4,449 693 4,152 566
05 20 035 | 8,239 1,791 7,415 1,612 | 7,003 1,523 | 9,887 | 2,149 | 6,179 1,075 5767 878

40 |0.135| 5931 1,156 | 5,338 | 1,040 | 5,042 982 7116 | 1,386 | 4,449 693 4,152 566

1 20 04 8,239 1,791 7,415 1,612 | 7,003 1,523 | 9,887 | 2,149 | 6,179 1,075 5767 878

40 0.15 | 5,931 1,156 | 5,338 | 1,040 | 5,042 982 7,116 1,386 | 4,449 693 4,152 566

12 0.08 | 6,867 | 1,792 | 6,181 1,612 | 5837 | 1,523 | 8,240 | 2,150 | 5,150 1,075 | 4,808 878

18 | 0.065| 6867 | 1,792 | 6,181 1,612 | 5,837 1,523 | 8240 | 2,150 | 5,150 1,075 | 4,808 878

0.1 24 0.06 | 6,867 | 1,792 | 6,181 1,612 5,837 1,523 | 8240 | 2,150 | 5,150 | 1,075 | 4,808 878

35 0.05 | 5837 | 1,371 5,253 1,234 | 4,962 1,165 | 7,005 1,644 | 4,379 823 4,086 671

55 0.04 | 4,942 945 4,449 851 4,201 803 5,931 1,134 | 3,706 561 3,460 457

12 0.16 | 6,867 | 1,792 | 6,181 1,612 | 5837 1,523 | 8240 | 2,150 | 5,150 | 1,075 | 4,808 878

18 0.14 | 6,867 1,792 | 6,181 1,612 | 5837 1,523 | 8240 | 2,150 | 5,150 | 1,075 | 4,808 878

02| 24 0.13 | 6,867 | 1,792 | 6,181 1,612 5,837 1,523 | 8240 | 2,150 | 5150 | 1,075 | 4,808 878

6 35 0.11 5837 | 1,371 5,253 1,234 | 4,962 1,165 | 7,005 1,644 | 4,379 823 4,086 671
55 0.08 | 4,942 945 4,449 851 4,201 803 5,931 1,134 | 3,706 561 3,460 457

12 0.24 | 6,867 1,792 | 6,181 1,612 | 5837 1,523 | 8,240 | 2,150 | 5,150 | 1,075 | 4,808 878

18 0.22 | 6,867 1,792 | 6,181 1,612 | 5837 1,523 | 8240 | 2,150 | 5150 | 1,075 | 4,808 878

03] 24 0.2 6,867 1,792 | 6,181 1,612 | 5837 1,523 | 8240 | 2,150 | 5150 | 1,075 | 4,808 878

35 0.18 | 5,837 1,371 5,253 1,234 | 4,962 1,165 | 7,005 1,644 | 4379 823 4,086 671

55 0.14 | 4,942 945 4,449 851 4,201 803 5,931 1,134 | 3,706 561 3,460 457

ol 18 035 | 6,867 1,792 | 6,181 1,612 | 5837 | 1,523 | 8,240 | 2,150 | 5,150 | 1,075 | 4,808 878

24 0.29 | 6,867 1,792 | 6,181 1,612 | 5837 | 1,523 | 8,240 | 2,150 | 5,150 1,075 | 4,808 878

[;x=) i55%P362I. [Note] Please refer to P.362
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GESAC

HEFTHIZE (BREE)

Recommended cutting datas to high accuracy machining

SPM200-RN2
I 27 Efask s

INER

2 Flute, Extended Neck-Corner Radius Endmill

Y £z817 Continue

Twaet
Workpiece Materials PHE#EZIK
ERan | Bamiae /SR , HaS e R
Alloy Steels D Todl Steels. PH, Ferrite, I Coppelrl, Hardened Steels Hardened Steels
(1802 250HB) (25~ 35HRC) M?gtsef_zlg?_'SRtg)es Copper Alloys (45 ~55HRC) (55 ~65HRC)
TIEIRE (ap) ELHIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
sz |\ | FR | s | s o | s N T N T o | s
Mill | 342 | Under R | HHAEE | BE | BHREE | BE | HaRE | BE | HEEE | BE | HaRE | BE | HHEE
Dia. : LNECkh ap n. Vi n, Vi n. Vf n. Vf n. V. n. Vi
(mm) |(mm) (enr:g\t) r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
05 35 0.24 | 5837 | 1,371 5253 | 1,234 | 4962 | 1,165 | 7,005 | 1,644 | 4,379 823 4,086 671
' 55 0.165 | 4,942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457
5 18 04 6,867 | 1,792 | 6,181 1,612 | 5837 | 1,523 | 8240 | 2,150 | 5150 | 1,075 | 4,808 878
q 24 0.35 | 6,867 | 1,792 | 6,181 1,612 | 5837 | 1,523 | 8240 | 2,150 | 5150 | 1,075 | 4,808 878
35 0.28 | 5837 | 1,371 5253 | 1,234 | 4962 | 1,165 | 7,005 | 1,644 | 4,379 823 4,086 671
55 0.2 4,942 945 4,449 851 4,201 803 5,931 1,134 | 3,706 561 3,460 457
[(xxE]

T FARRIHE, apiER ERTIBIRELCAIRESH1TIEE, a0: ZEK (45 ~55HRC) , apFE*0.5.
2BEETHMR. INTHAR, ERGENSIDR, HEESLEKES.
3EFRINTH, BERINIRR. B, ERNRSER, SHIEIRGHITEZE,
A NNRHARFEIRETRPAIIEIE, NHARERN SEEE R AR,
[Note]
1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened steels (45 ~ 55HRC),
ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Mould Industry | 1&E
EEEISE (BIEE)
Recommended cutting datas to high accuracy machining
SPM200-RN4
IMZRINTAT) B FELIIEET]
4 Flute, Extended Neck-Corner Radius Endmill
Workpileﬁa*ﬁiterials BN, S8 3@?}: B4R PHESgkE(4/ m . oy
Ciﬁﬁonsféiils, AI'IJ)%)I/ S:::IISS’ Pﬁﬁﬁ@e, ﬁEC'o;E)IEpEt;ir:3 Hard ﬁaﬁﬂsteels Hard ;ﬁgj%teels
(1803’250%) (25~ 35HRC) M?gtsefjﬁ%tg;els Copper Alloys (45 ~55HRC) (55 ~65HRC)
R:Jgiimﬁf%a(r?ggrg %@?ﬁﬂof 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
e | maE | g | BHAMERE | IR | BMAEE | MO | SMONE | SGE | SHAE | S | BHAME | %R | BeEE
II\{II!I :.zré Neck ap n. Vi n. il n V. n. V. n. Vi n. Vi
(mm) |(mm) L(enq?nt)h r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min
4 0.012 | 31,120 | 1,952 | 28,008 | 1,757 | 26,608 1,669 | 38900 | 2440 | 23,947 1,230 | 22,749 1,000
6 0.01 25,200 | 1,424 | 22,680 | 1,282 | 21,546 1,218 | 31,500 1,780 | 19,391 990 18,422 810
8 0.008 | 22,400 | 1,264 | 20,160 | 1,138 19,152 1,081 28,000 1,580 | 17,237 880 16,375 720
0.05| 10 0.005 | 19,600 | 1,112 17,640 | 1,001 16,758 951 24,500 1,390 | 15,082 770 14,328 630
12 0.004 | 17,440 880 15,696 792 14,911 752 21,800 1,100 | 13,420 600 12,749 480
16 0.003 | 17,440 768 15,696 691 14,911 657 21,800 960 13,420 510 12,749 400
20 0.002 | 13,040 576 11,736 518 11,149 492 16,300 720 10,034 385 9,533 300
! 4 0.02 | 31,120 | 1,952 | 28,008 | 1,757 | 26,608 1,669 | 38900 | 2440 | 23,947 1,230 | 22,749 1,000
6 0.018 | 25200 | 1,424 | 22,680 | 1,282 | 21,546 | 1,218 | 31,500 | 1,780 | 19,391 990 18,422 810
8 0.014 | 22,400 | 1,264 | 20,160 | 1,138 19,152 | 1,081 28,000 1,580 | 17,237 880 16,375 720
0.1 10 0.01 19,600 | 1,112 17,640 | 1,001 16,758 951 24,500 1,390 | 15,082 770 14,328 630
12 0.008 | 17,440 880 15,696 792 14,911 752 21,800 1,100 | 13,420 600 12,749 480
16 0.006 | 17,440 768 15,696 691 14,911 657 21,800 960 13,420 510 12,749 400
20 0.004 | 13,040 576 11,736 518 11,149 492 16,300 720 10,034 385 9,533 300
4 0.02 | 23,920 | 1,624 | 21,528 | 1,462 | 20,452 1,389 | 29,900 | 2,030 | 18,406 1,020 | 17,486 830
8 0.014 | 21,760 | 1,480 | 19,584 | 1,332 | 18,605 | 1,265 | 27,200 | 1,850 | 16,744 | 1,030 | 15907 840
0.05| 12 0.007 | 17,440 | 1,184 | 15,696 | 1,066 14,911 1,012 | 21,800 1,480 | 13,420 820 12,749 670
15 0.006 | 13,520 816 12,168 734 11,560 698 16,900 1,020 | 10,404 560 9,883 450
3 20 0.004 | 13,520 816 12,168 734 11,560 698 16,900 1,020 | 10,404 560 9,883 450
4 0.027 | 23920 | 1,624 | 21,528 | 1,462 | 20452 | 1,389 | 29,900 | 2,030 | 18,406 1,020 | 17,486 830
8 0.02 | 21,760 | 1,480 19,584 | 1,332 18,605 1,265 | 27,200 1,850 | 16,744 | 1,030 | 15,907 840
0.1 12 0.017 | 17,440 | 1,184 | 15,696 | 1,066 14,911 1,012 | 21,800 1,480 | 13,420 820 12,749 670
15 0.014 | 13,520 816 12,168 734 11,560 698 16,900 1,020 | 10,404 560 9,883 450
20 0.01 13,520 816 12,168 734 11,560 698 16,900 1,020 | 10,404 560 9,883 450
4 0.035 | 20,800 | 2,450 18,700 | 2,210 | 17,700 | 2,080 | 24900 | 2940 | 15,600 1,470 | 14,600 1,200
6 0.03 | 20,800 | 2,450 18,700 | 2,210 | 17,700 | 2,080 | 24900 | 2940 | 15,600 1,470 | 14,600 1,200
8 0.025 | 18,900 | 2,230 17,000 | 2,010 | 16,100 1,890 | 22,700 | 2,670 | 14,200 1,340 | 13,200 1,090
005 12 0.02 | 15,300 | 1,620 13,800 | 1,460 | 13,000 1,380 | 18,400 1,950 | 11,500 1,080 | 10,700 890
2 16 0.015 | 13,600 | 1,440 | 12,200 | 1,300 | 11,600 | 1,230 | 16,300 | 1,730 | 10,200 960 9,500 790
20 0.01 11,900 | 1,260 10,700 | 1,140 | 10,100 1,070 | 14,300 1,520 8,900 840 8,300 690
o 4 0.042 | 20,800 | 2,450 18,700 | 2,210 | 17,700 | 2,080 | 24900 | 2940 | 15,600 1,470 | 14,600 1,200
6 0.042 | 20,800 | 2,450 18,700 | 2,210 | 17,700 | 2,080 | 24900 | 2,940 | 15,600 1,470 | 14,600 1,200

[iFE] BE&%P367mA.

[Note] Please refer to P367
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#E | Mould Industry

HEFTHZE (BRBE)

Recommended cutting datas to high accuracy machining

SPM200-RN4

s|liwpu3 apiqied pljoS SSFRHHPIDHRBHE

IMZFRINT AT EFLII5%)]
4 Flute, Extended Neck-Corner Radius Endmill ) £&87 Continue
Workpﬁ{fjﬁiterials BN, A2 S@E =) PH 'ﬁi’x‘%ﬁi/ m N N
Carbon Steels AIonlSteéI;, PH, Fe{zzfnte B og?JAﬁ Hard?n?jmsteels Hardie??cflzlsteels
Alloy Steels Tool Steels Martensite Steels Copper Alloys (45 ~55HRC) (55 ~65HRC)
(180 ~ 250HB) (25 ~35HRC) (35 ~ 45HRC)
R:?lgjagza(ﬁggrglgyejiﬁo 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)

{'Aﬁ ?;E Liglir R | HHOHmE | R | BHMREE | BE | HORE | BE | HOEE | BE | HoRE | BE | HROEE
Dia. 5 eck ap n. . n. Vi n. Vi n. Vi n. Vi n. Vi
(mm) |(mm) L(enr:%]t)h r/min | mm/min | r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min

8 0.036 | 18900 | 2,230 | 17,000 | 2,010 | 16,100 | 1,890 | 22,700 | 2,670 | 14,200 | 1,340 | 13,200 | 1,090
12 | 0.036 | 15300 | 1,620 | 13,800 | 1,460 | 13,000 | 1,380 | 18400 | 1,950 | 11,500 | 1,080 | 10,700 890
01 16 | 0.023 | 13,600 | 1,440 | 12,200 | 1,300 | 11,600 | 1,230 | 16,300 | 1,730 | 10,200 960 9,500 790
20 | 0.018 | 11,900 | 1,260 | 10,700 | 1,140 | 10,700 | 1,070 | 14,300 | 1,520 8,900 840 8,300 690
4 0.08 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2940 | 15600 | 1,470 | 14,600 | 1,200
6 0.08 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2940 | 15600 | 1,470 | 14,600 | 1,200
8 0.07 | 18900 | 2,230 | 17,000 | 2,010 | 16,1700 | 1,890 | 22,700 | 2,670 | 14,200 | 1,340 | 13,200 | 1,090
o 12 0.04 | 15300 | 1,620 | 13,800 | 1,460 | 13,000 | 1,380 | 18400 | 1,950 | 11,500 | 1,080 | 10,700 890
16 0.04 | 13,600 | 1440 | 12,200 | 1,300 | 11,600 | 1,230 | 16,300 | 1,730 | 10,200 960 9,500 790
20 | 0.035 | 11,900 | 1,260 | 10,700 | 1,140 | 10,700 | 1,070 | 14,300 | 1,520 8,900 840 8,300 690
25 | 0.025 | 11,900 | 1,260 | 10,700 | 1,140 | 10,700 | 1,070 | 14,300 | 1,520 8,900 840 8,300 690
30 | 0.017 | 11,300 | 1,200 | 10,200 | 1,080 9,600 1,020 | 13,600 | 1,440 8,500 800 7,900 650
2 4 0.11 | 20,800 | 2,450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2,940 | 15600 | 1,470 | 14,600 | 1,200
8 0.09 | 18900 | 2,350 | 17,000 | 2,100 | 16,1700 | 1,950 | 22,700 | 2,850 | 14,200 | 1,490 | 13,200 | 1,210
03 12 0.06 | 15300 | 1,810 | 13,800 | 1,620 | 13,000 | 1,530 | 18,400 | 2,170 | 11,500 | 1,200 | 10,700 980
16 0.06 | 13,600 | 1,610 | 12,200 | 1440 | 11,600 | 1,360 | 16,300 | 1,930 | 10,200 | 1,070 9,500 870
20 | 0.037 | 11,900 | 1,400 | 10,700 | 1,260 | 10,700 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
4 0.17 | 20,800 | 2450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2,940 | 15,600 | 1,470 | 14,600 | 1,200
6 0.17 | 20,800 | 2450 | 18,700 | 2,210 | 17,700 | 2,080 | 24,900 | 2,940 | 15,600 | 1,470 | 14,600 | 1,200
8 0.14 | 18900 | 2,350 | 17,000 | 2,100 | 16,1700 | 1,950 | 22,700 | 2,850 | 14,200 | 1,490 | 13,200 | 1,210
05 12 0.08 | 15300 | 1,810 | 13,800 | 1,620 | 13,000 | 1,530 | 18400 | 2,170 | 11,500 | 1,200 | 10,700 980
16 0.08 | 13,600 | 1,610 | 12,200 | 1,440 | 11,600 | 1,360 | 16,300 | 1,930 | 10,200 | 1,070 9,500 870
20 0.05 | 11,900 | 1,400 | 10,700 | 1,260 | 10,700 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
25 0.05 | 11,900 | 1,400 | 10,700 | 1,260 | 10,700 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
30 0.03 | 11,300 | 1,330 | 10,200 | 1,200 9,600 1,130 | 13,600 | 1,600 8,500 850 7,900 730
8 0.047 | 18,900 | 2,480 | 17,000 | 2,230 | 16,100 | 2,100 | 22,700 | 2,970 | 14,200 | 1,490 | 13,200 | 1,210
0.1 16 | 0.037 | 13,600 | 1,610 | 12,200 | 1,440 | 11,600 | 1,360 | 16,300 | 1,930 | 10,200 | 1,070 9,500 870
20 | 0.025 | 11,900 | 1,400 | 10,700 | 1,260 | 10,700 | 1,190 | 14,300 | 1,680 8,900 940 8,300 770
8 0.08 | 16,200 | 2,140 | 14,600 | 1,920 | 13,800 | 1,820 | 19,400 | 2,570 | 12,200 | 1,280 | 11300 1,100
&3 0.2 16 | 0.045 | 14,100 | 1,770 | 12,700 | 1,600 | 12,000 | 1,510 | 16,900 | 2,130 | 10,600 | 1,110 9,900 960
20 | 0.042 | 11,800 | 1,410 | 10,600 | 1,270 | 10,000 | 1,200 | 14,1700 | 1,750 8,800 930 8,200 790
03 12 0.09 | 14,800 | 1,960 | 13,300 | 1,760 | 12,500 | 1,660 | 17,700 | 2,350 | 11,100 | 1,230 | 10,300 | 1,010
20 | 0.052 | 11,800 | 1,560 | 10,600 | 1,400 | 10,000 | 1,330 | 14,100 | 1,870 8,800 1,040 8,200 850
[;¥%E] i52%P367:m. [Note] Please refer to P367
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Recommended cutting datas to high accuracy machining

SPM200-RN4

INMZRINT A7) ERALIIHET]

4 Flute, Extended Neck-Corner Radius Endmill

) &z87 Continue

TR
Workpiece Materials BN, AW A%, TEHN PHE %K/ . ooy
CarbonESteeIs, l:lAIon Steels, PEIEFE{MEI flﬁlC, L2 H dﬁé@dﬂSt | H dﬁé@j@St |
Alloy Steels Tool Steels Martehsietgls‘teéels Copgeprp:ﬁ'o s az;singsHREe * a|5'5e~n6eSHR<ée )
(180 ~ 250HB) (25~ 35HRC) (35 Z45HRC) y ( ) ( )
PIHIRE (ap) ELBIRH
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
s | me | IR
= | &8 | Under R | BHOERE | HE | BQEE | BE | HoRE | BE | HQEE | BE | HeRE | BE | HOEE
Mill | 32 | Neck a n Vf n Vf n Vf n Vf n Vf n Vf
Dia. r | Len p . . . . . . . . . . . .
gth r/min | mm/min | r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min | r/min | mm/min
(mm) |(mm) (mm)
o 12 0.1 14,800 | 1,960 | 13,300 | 1,760 | 12,500 | 1,660 | 17,700 | 2,350 | 11,1700 | 1,230 | 10,300 | 1,010
. ’ 20 0.07 | 11,800 | 1,560 | 10,600 | 1,400 | 10,000 | 1,330 | 14,100 | 1,870 8,800 1,040 8,200 850
8 0.055 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
& 16 0.035 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
’ 25 0.022 | 11,700 | 1,720 | 10,500 | 1,550 9,900 1,460 | 14,000 | 2,060 8,700 1,150 8,200 940
30 0.014 | 9,100 1,720 8,200 1,550 7,700 1,460 | 10,900 | 2,060 6,800 1,150 6,400 940
8 0.09 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
12 0.07 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
02 16 0.05 | 14,400 | 2,120 | 13,000 | 1,910 | 12,200 | 1,800 | 17,300 | 2,550 | 10,800 | 1,270 | 10,100 | 1,040
’ 20 0.05 | 11,700 | 1,720 | 10,500 | 1,550 9,900 1,460 | 14,000 | 2,060 8,700 1,150 8,200 940
25 0.045 | 11,700 | 1,720 | 10,500 | 1,550 9,900 1,460 | 14,000 | 2,060 8,700 1,150 8,200 940
30 0.04 9,100 1,720 8,200 1,550 7,700 1,460 | 10,900 | 2,060 6,800 1,150 6,400 940
. 8 0.13 | 14400 | 2,360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,1700 | 1,160
16 0.075 | 14,400 | 2,360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,100 | 1,160
0.3 20 0.075 | 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
25 0.067 | 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
30 0.06 9,100 1,910 8,200 1,720 7,700 1,620 | 10,900 | 2,290 6,800 1,270 6,400 1,040
8 0.18 | 14,400 | 2,360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,1700 | 1,160
12 0.13 | 14,400 | 2,360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,1700 | 1,160
16 0.1 14,400 | 2,360 | 13,000 | 2,120 | 12,200 | 2,010 | 17,300 | 2,830 | 10,800 | 1,410 | 10,100 | 1,160
0.5 20 0.1 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
25 0.09 | 11,700 | 1,910 | 10,500 | 1,720 9,900 1,620 | 14,000 | 2,290 8,700 1,270 8,200 1,040
30 0.08 9,100 1,910 8,200 1,720 7,700 1,620 | 10,900 | 2,290 6,800 1,270 6,400 1,040
35 0.065 | 9,100 1,910 8,200 1,720 7,700 1,620 | 10,900 | 2,290 6,800 1,270 6,400 1,040

[[¥E] BE&%EP367mA.

[Note] Please refer to P.367
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#E | Mould Industry

HEFTHZE (BRBE)

Recommended cutting datas to high accuracy machining

SPM200-RN4

IMZRINT AT ERASLII5E]

4 Flute, Extended Neck-Corner Radius Endmill

Y £z817 Continue

TRt n m
Workpiece Materials BN, S8 AeW, TEHN PHE8#&EK/ o .
Cobonsiech, | Aloysieds | piiffente R e
(180 ~ 250HB) (25~ 35HRC) ?Brgegigmtg)els Copper Alloys (45 ~55HRC) (55 ~65HRC)
R:%%ui;;%afggrglé@ﬁ?of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)

e | B Under WE | AR | fOE | AEE | fOE | HOEE | ME | HOEE | WE | S0EE | f6E | H0EE
Dia. | Neck ap n Vf n. V. n. i n. i n. VE n. Vf
(mm) | (mm) L(eg%t)h r/min | mm/min | r/min | mm/min | r/min | mm/min| r/min | mm/min | r/min | mm/min | r/min | mm/min

12 | 0.065 | 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
o1 20 | 0.055 | 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
30 | 0.045 | 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6500 1,170
40 0.03 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6,500 1,170
12 0.13 | 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
o 20 0.1 10,400 | 2,790 9,300 2,520 8,800 2,240 | 12,400 | 3,350 7,800 1,750 7,200 1,300
30 0.08 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6500 1,170
40 0.06 9,300 2,520 8,400 2,010 7,900 1,830 | 11,200 | 3,020 7,000 1,470 6,500 1,170
4 12 0.17 | 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
20 0.13 | 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
03 30 0.1 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
40 0.08 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
12 0.24 | 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
G 20 0.2 10,400 | 2,790 9,300 2,520 8,800 2,380 | 12,400 | 3,350 7,800 1,860 7,200 1,410
30 0.17 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
40 0.1 9,300 2,520 8,400 2,260 7,900 1,900 | 11,200 | 3,020 7,000 1,570 6,500 1,170
01 20 0.07 8,100 2,190 7,300 1,970 6,900 1,760 9,700 2,620 6,100 1,370 5,700 1,020
40 | 0.035 | 7,300 1,970 6,600 1,570 6,200 1,430 8,700 2,360 5,500 1,150 5,100 920
20 0.15 8,100 2,190 7,300 1,970 6,900 1,760 9,700 2,620 6,100 1,370 5,700 1,020
02 40 0.08 7,300 1,970 6,600 1,570 6,200 1,430 8,700 2,360 5,500 1,150 5,100 920
° 03 20 0.21 8,100 2,190 7,300 1,970 6,900 1,860 9,700 2,620 6,100 1,460 5,700 1,110
40 0.1 7,300 1,970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920
20 0.28 8,100 2,190 7,300 1,970 6,900 1,860 9,700 2,620 6,100 1,460 5,700 1,110
03 40 0.14 7,300 1,970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920

(=] B5EP367TI.
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HEFTHIZH (BRE)

Recommended cutting datas to high accuracy machining

SPM200-RN4

INMZRINT A7) ERALIIHET]

4 Flute, Extended Neck-Corner Radius Endmill

) &z87 Continue

TRt
Workpiece Materials s PN PHS A/ . .
" Ovonsiosts, | hioysias: | oo ®, #as e i
MloySicels’ | ToolSteels | ottt Sy | cofoRPRloys | Tdenedteds | Herdencd tees
(180 ~250HB) (25 ~35HRC) (35 ~45HRC)
TIRIREE (ap) PLBIZE
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45
cut(ap)
sz | ER | B | s | s e | s e | e e | e e | sgas
Mill | S22 | Under R | SHOERE | MR | BHMQEE | BE | HORE | BE | BREE | BE | HoRE | BE | #IORE
Dia | Neck ap n. Vi n. VE n. il n. VE n. VE n. VE
3 Length r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min
(mm) |(mm) (mm)
5 1 20 0.35 8,100 2,190 7,300 1,970 6,900 1,860 9,700 2,620 6,100 1,460 5,700 1,110
40 0.18 7,300 1,970 6,600 1,770 6,200 1,490 8,700 2,360 5,500 1,230 5,100 920
30 0.15 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5,400 1,220 5,000 910
0.2 54 0.1 6,500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
72 0.07 6,500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
30 0.25 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5,400 1,300 5,000 980
03 54 0.18 6,500 1,750 5,800 1,570 5,500 1,270 7,800 2,100 4,900 1,090 4,500 820
- 72 0.1 6,500 1,750 5,800 1,570 5,500 1,270 7,800 2,100 4,900 1,090 4,500 820
30 0.35 7,200 1,940 6,500 1,750 6,100 1,650 8,600 2,330 5,400 1,300 5,000 980
0.5 54 0.25 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.15 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
30 0.55 7,200 1,940 6,500 1,750 6,100 1,650 8,600 2,330 5,400 1,300 5,000 980
1 54 0.4 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.22 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
[EE]

T FARRIGE, apiBik LRUIBIRELCEIZREHTEEE, . %6 (45~55HRC) , apFE*0.5,
2BEATHMEL IR, FERESENSIR, EFESSEKE.
3LMFINTH, BEBINTIAAR. BR. ERIRSER, HIBISMGBTEE,
A INFANREERETRPAFIEIE, NHEARE RN SHEERFE—LFIREE,
[Note]
1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened steels
(45 ~ 55HRC), ap*0.5.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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#E | Mould Industry

GESAC

HEETIHIZE (BA)

Recommended cutting datas to general machining

SPM200-BN2

IMZFRINT27IBRLATHET]

2 Flute, Extended Neck-Ballnose Endmill

Workpiece Materials TN aotm THIE PHS#EERIR . .
C?;Ec;ng?e%?s, Dﬁg{g%:’llgj F’/f-IE,5 }E?e{ﬁﬁﬂe, iﬁl lof)@pa',@ Hard;e:f\héijwsteels Hardfnhgijteels
(1802 250HB) (25~ 35HRC) M?gtsefﬂge'_&tce)els Copper Alloys (45~55HRC) (55~65HRC)
Rg?i%uit%%aﬁggrg %@5?(01‘ 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
R(mm) | Dia. Length P r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min
(mm) (mm)
0.2 | 0.008 | 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.05 | 0.1 0.3 | 0.006 | 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 | 0.004 | 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 0.02 | 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
0.75 | 0.017 | 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
1 0.014 | 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
01 | o2 1.25 | 0.011 | 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
1.5 | 0.008 | 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2 0.008 | 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2.5 1 0.006 | 43,200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
3 0.004 | 43,200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
0.5 | 0.027 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
0.75 | 0.024 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1 0.021 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
015 | 0.3 1.25 | 0.019 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1.5 |0.016 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
2 0.012 | 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
2.5 0.01 | 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
3 0.008 | 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
0.75 | 0.043 | 45,000 756 45,000 755 45,000 693 45,000 870 42,120 590 39,312 551
1 0.04 | 45,000 756 45,000 755 45,000 693 45,000 870 42,120 590 39,312 551
1.5 | 0.034 | 45,000 648 45,000 647 45,000 594 45,000 746 42,120 421 39,312 393
2 0.028 | 45,000 540 45,000 540 45,000 495 45,000 622 42,120 421 39,312 393
02 | 04| 25 |0.022 | 38880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
3 0.016 | 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
35 |0.012 | 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
4 0.01 | 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 32,659 245
4.5 | 0.008 | 34,560 353 31,104 318 29,376 275 41,472 423 25,920 221 24,192 205
1 0.045 | 45,000 | 1,350 | 42,120 | 1,264 | 39,780 | 1,074 | 45,000 | 1,350 | 35,100 948 32,760 669
025 | 05 1.5 0.04 | 45,000 | 1,350 | 42,120 | 1,264 | 39,780 | 1,074 | 45,000 | 1,350 | 35,100 948 32,760 613
2 0.035 | 45,000 | 1,080 | 42,120 | 1,011 | 39,780 860 45,000 | 1,080 | 35,100 758 32,760 613
2.5 10.033 | 45,000 900 37,908 682 35,802 581 45,000 973 31,590 511 29,484 452

([E=] ESEP378M.
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HEETIHIZE (BA)

Recommended cutting datas to general machining

MR T2 BKSL A7 8E 7]
2 Flute, Extended Neck-Ballnose Endmill Y 4E@i Continue
Wi k'I#Ml\jlqt ial PHES#kER
orkpiece Materials o Sk
ER R | Bal e /SR , A PR R
Alloy Steels ToolSteels’ | VST SEels | CopparAlloys | | idsnSSHRG) | | (8en baHRG)
(180~ 250HB) (25 ~35HRC) S ASHRO) PP Y
IEIRE (ap) ELGIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
sz | B N N | s | s | s o | s N T
seiiz | W | Under W | AR | fOE | AR | SR | AR | R | JHAEE | fOE | SOEE | R | SAEE
R(mm) | Dia. Neck ap n. Vi n. Vi n. Vi n. VE n Vf n V.
Length r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
(mm) (mm)
3 0.03 | 42,120 | 758 | 37,908 | 682 35,802 | 581 45,000 | 810 | 31,590 | 511 22,680 | 347
4 0.02 | 32,400 583 29,160 525 27,540 446 38,880 700 29,160 472 22,680 347
oz I 5 0.018 | 32,400 | 583 | 29,160 | 525 | 27,540 | 446 |38880 | 700 | 29,160 | 472 | 22,680 | 347

55 |0.015| 28,800 | 490 | 25920 | 441 24,480 | 374 | 34,560 | 588 | 21,600 | 330 | 20,160 | 292
6 |0013| 28800 | 490 | 25920 | 441 24,480 | 374 | 34,560 | 588 | 21,600 | 330 | 20,160 | 292
8 |0.008 | 28800 | 490 | 25920 441 24,480 | 374 | 34,560 | 588 | 21,600 | 330 | 20,160 | 292
1
2

0.075 | 45,000 | 2,025 | 45,000 | 2,025 | 45,000 | 1,755 | 45,000 | 2,025 | 43,200 | 1,555 | 40,320 | 1,210
0.063 | 45,000 | 2,025 | 45,000 | 2,025 | 45,000 | 1,755 | 45,000 | 2,025 | 43,200 | 1,555 | 40,320 | 1,210
2.5 | 0.046 | 45,000 | 1,620 | 45,000 | 1,620 | 45,000 | 1,404 | 45000 | 1,620 | 43,200 | 1,244 | 40,320 | 887
3 | 0.041 | 45,000 | 1,620 | 45,000 | 1,620 | 45000 | 1,404 | 45000 | 1,620 | 43,200 | 1,244 | 40,320 | 887
3.5 |0.035 | 45,000 | 1,539 | 45,000 | 1,538 | 44,064 | 1,307 | 45,000 | 1,539 | 38,880 | 1,065 | 36,288 | 759
4 10.026 | 45,000 | 1,539 | 45,000 | 1,538 | 44,064 | 1,307 | 45,000 | 1,539 | 38,880 | 1,065 | 36,288 | 689
4.5 | 0.022 | 45000 | 1,215 | 43,740 | 1,182 | 41,310 | 967 | 45,000 | 1,215 | 36,450 | 788 | 34,020 | 613
03 | 06 5 0.02 | 42120 | 1,138 | 37,908 | 1,024 | 35802 | 838 | 45000 | 1,215 | 31,590 | 682 | 29484 | 531
55 |0.017 | 42,120 | 1,138 | 37,908 | 1,024 | 35802 | 838 | 45000 | 1,215 | 31,590 | 682 |29,484 | 531

6 | 001542120 | 1,138 | 37,908 | 1,024 | 35802 | 838 | 45000 | 1,215 | 31,590 | 682 |29484 | 531
7 001528800 | 734 | 25920 | 793 |24,480 | 541 34,560 | 881 21,600 | 441 20,160 | 446
8 |0015| 28800 | 734 | 25920 | 661 24,480 | 541 34,560 | 881 21,600 | 441 20,160 | 343
9 |0012 28800 | 734 | 25920 661 24,480 | 541 34,560 | 881 21,600 | 441 20,160 | 343
10 |0.009 | 25200 | 643 | 22,680 | 579 |21,420 | 473 | 30,240 | 771 18,900 | 385 | 17,640 | 300
12 |0.007 | 21,600 | 518 | 19,440 | 466 | 18360 | 382 | 25920 | 622 |16,200 | 311 15120 | 242
2 |0.092 | 45000 | 2,228 | 45,000 | 2,228 | 45,000 | 1,940 | 45000 | 2,228 | 43,200 | 1,739 | 37,800 | 1,069
4 | 0.041 | 45,000 | 1,692 | 45000 | 1,692 | 44,064 | 1,443 | 45000 | 1,692 | 38,880 | 1,189 | 34,020 | 761
0351 07 6 |0.027| 42120 | 1,251 | 37,908 | 1,126 | 35802 | 925 | 45000 | 1,337 | 31,590 | 763 | 27216 | 577
8 0.02 | 28800 | 760 | 25920 | 684 | 24480 | 563 |34,560 | 912 | 21,600 | 464 | 20,160 | 380
2 0.12 | 45,000 | 2,430 | 45,000 | 2,430 | 45000 | 2,160 | 45,000 | 2,430 | 43,200 | 2,333 | 40,320 | 1,694
4 1 0.078 | 45,000 | 2,430 | 45,000 | 2,430 | 45,000 | 2,160 | 45,000 | 2,430 | 43,200 | 2,333 | 40,320 | 1,694
5 |0.059 | 45,000 | 2,186 | 45000 | 2,188 | 44,064 | 1,903 | 45000 | 2,188 | 38,880 | 1,911 | 36,288 | 1,372
0408 6 | 0.042 | 45000 | 2,040 | 40,824 | 1,852 | 38,556 | 1,554 | 45,000 | 2,042 | 34,020 | 1,286 | 31,752 | 1,121
8 0.02 | 37,440 | 1,213 | 33,696 | 1,092 | 31,824 | 916 | 44,928 | 1,455 | 28,080 | 758 | 26,208 | 660
10 | 0.02 | 28800 | 881 25920 | 793 | 24,480 | 666 | 34,560 | 1,058 | 21,600 | 551 20,160 | 480
0.45 | 0.9 2 | 0.135| 45,000 | 2,877 | 45000 | 2,877 | 45000 | 2,539 | 45,000 | 2,877 | 41,040 | 2,170 | 38,304 | 1,924

[;¥3=] i52%P378., [Note] Please refer to P.378
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HEETIHIZE (BA)

Recommended cutting datas to general machining

IMERINT27)EKkSL37%%7]
2 Flute, Extended Neck-Ballnose Endmill ) 4E8i Continue
W k'IﬁV{jlqt ial PHS#EMK
orkpiece Materials o Sk
ERmm | B /BB w, Fee PR PR
Alloy Steels b Tool Steels PH, Ferrite, Copper, Hardened Steels Hardened Steels
(1802 250HB) (25 ~ 35HRC) M?gtsefig?_‘SRtg)els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
TIEIRE (ap) ELHIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
4 B
spewiz | T | Under WE | AEE | BE | M| B GRS | GE | SAEE | BE | RS | BE | eEE
R(mrTJ1:) Dia. | Neck ap n. Vf n. Vf n. V- n. Vi n. Vi n. Vi
Length r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
(mm) (mm)
4 0.081 | 45,000 | 2,494 | 45,000 | 2,494 | 43,605 | 2,132 | 45,000 | 2,494 | 38475 | 1,763 | 35910 | 1,563
045 | 0.9 0.05 | 43,092 | 1,818 | 38,783 | 1,636 | 36,628 | 1,364 | 45,000 | 2,072 | 32,319 | 1,128 | 30,164 | 1,000

0.036 | 32,832 | 1,259 | 29,549 | 1,133 | 27,907 | 944 | 39,398 | 1,511 | 24,624 | 781 22,982 | 693
0.2 | 45,000 | 3,375 | 43,740 | 3,281 | 41,310 | 2,788 | 45,000 | 3,375 | 38,880 | 2,450 | 34,020 | 2,041
0.2 | 45,000 | 3,375 | 43,740 | 3,281 | 41,310 | 2,788 | 45,000 | 3,375 | 38,880 | 2,450 | 34,020 | 2,041
0.14 | 45,000 | 3,375 | 43,740 | 3,281 | 41,310 | 2,788 | 45,000 | 3,375 | 38,880 | 2,450 | 34,020 | 2,041
0.09 | 42120 | 2,948 | 37,908 | 2,653 | 35802 | 2,336 | 45,000 | 3,150 | 38,880 | 2,286 | 29,484 | 1,652
0.06 | 37,908 | 2,389 | 36,742 | 2,302 | 34,700 | 2,087 | 45,000 | 2,836 | 34992 | 2,118 | 26,536 | 1,241
0.06 | 34992 | 1,575 | 31,493 | 1,417 | 29,743 | 1,204 | 41,990 | 1,890 | 28,431 | 1,191 | 24,494 | 955
0.06 | 34992 | 1,575 | 31,493 | 1,417 | 29,743 | 1,204 | 41,990 | 1,890 | 28,431 | 1,191 | 24,494 | 881
0.5 1 9 |0.045 34992 | 1,575 | 31,493 | 1,417 | 29,743 | 1,204 | 41,990 | 1,890 | 28,431 | 1,191 | 24,494 | 881
10 | 0.038 | 34992 | 1,575 | 31,493 | 1,417 | 29,743 | 1,204 | 41,990 | 1,890 | 28,431 | 1,191 | 24,494 | 881
12 | 0.025 (25920 | 1,102 | 23,328 | 992 | 22032 | 842 | 31,104 | 1,322 | 19440 | 694 | 18,144 | 617
13 0023 | 25920 | 1,102 | 23,328 | 992 | 22,032 | 842 | 31,104 | 1,322 | 19440 | 694 | 18,144 | 617
14 | 0.02 | 25920 | 1,102 | 23,328 | 992 | 22,032 | 842 |31,104 | 1,322 | 19440 | 694 | 18,144 | 617
16 |0.015| 25920 | 1,102 | 23,328 | 992 | 22,032 | 842 |31,104 | 1,322 | 19440 | 694 | 18,144 | 617
18 |0.012 | 22,680 | 907 |20412 | 816 | 19278 | 694 |27216 | 1,089 | 17,010 | 572 | 15876 | 508
20 | 0.01 | 19,440 | 778 | 17,496 | 700 | 16,524 | 595 |23,328 | 933 | 14,580 | 490 | 13,608 | 436
2 0.2 | 45,000 | 3,532 | 40,824 | 3,204 | 38,556 | 2,634 | 45,000 | 3,532 | 34,020 | 2,207 | 31,752 | 1,958
4 0.14 | 45,000 | 3,532 | 40,824 | 3,204 | 38,556 | 2,634 | 45,000 | 3,532 | 34,020 | 2,207 | 31,752 | 1,958
6

8

O IN[O|U| AW N0 |O

0.55 | 1.1 0.06 | 35802 | 2,075 | 32,222 | 1,868 | 30,432 | 1,535 | 42,962 | 2,490 | 26,852 | 1,287 | 25,061 | 1,141
0.06 | 35802 | 2,075 | 32,222 | 1,556 | 28,091 | 1,181 | 42,962 | 2,075 | 24,786 | 990 | 23,134 | 878

10 |0.038 | 35802 | 1,597 | 32,222 | 1,556 | 28,091 | 1,181 | 42,962 | 2,075 | 24,786 | 990 | 23,134 | 878

4 0.16 | 41,539 | 3,369 | 37,384 | 2,934 | 35307 | 2,445 | 45,000 | 3,532 | 33,231 | 2,300 | 29,076 | 1,674

e 8 0.06 | 33,696 | 1,928 | 30,326 | 1,893 | 28,642 | 1,862 | 40,435 | 2,313 | 27,216 | 1,856 | 23,587 | 943

10 | 0.053 | 31,104 | 1,537 | 27,994 | 1,310 | 26,438 | 1,190 | 37,325 | 1,746 | 24300 | 962 | 21,773 | 784
12 | 0.045 | 31,104 | 1,456 | 27,994 | 1,310 | 26,438 | 1,190 | 37,325 | 1,746 | 23,328 | 923 | 21,773 | 784
8 0.11 | 29,484 | 2,123 | 26,536 | 1,911 | 25,061 | 1,625 | 35381 | 2,547 | 22,113 | 1,380 | 20,639 | 1,238
07 |14 ] 12 |0.053]27216 | 1,470 | 24494 | 1,323 | 23,134 | 1,124 | 32,659 | 1,764 | 20,412 | 956 | 19,051 858
16 | 0.035| 20,160 | 1,028 | 18,144 | 925 | 17,136 | 787 | 24,192 | 1,234 | 15120 | 669 | 14,112 | 599
4 0.2 | 37,800 | 3,742 | 34,020 | 3,368 | 32,130 | 2,892 | 45,000 | 4,456 | 28,350 | 2,297 | 26,460 | 1,985
0.75 | 1.5 6 0.2 | 37,800 | 3,742 | 34,020 | 3,368 | 32,130 | 2,892 | 45,000 | 4,456 | 28,350 | 2,297 | 26,460 | 1,985
8 0.09 | 29484 | 2,364 | 26,536 | 1,891 | 25,061 | 1,625 | 35381 | 2,522 | 22,113 | 1,291 | 20,639 | 1,115

(2] i52%P378:. [Note] Please refer to P378
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GESAC Mould Industry | &EE

HEETIHIZE (BA)

Recommended cutting datas to general machining

SPM200-BN2
IMERINT27IBKkK 37554 7]
2 Flute, Extended Neck-Ballnose Endmill Y 4E@i Continue
Workpiece Materials C%f&ﬁ{%jﬂ ’ éﬁgmys%i%m ?Lfé%@ ﬁc’ Has 9y d#ﬁ@jm | 9y d#ﬁdﬂ |
(1’%”6)! ZSE%?JI%) ( ZT‘S’S' 355}&?2'%) Martehsﬁglgf'eels Cop[?eﬁ‘pAel?oys ?AESinE?SHS&(eZe) s ?ESELHESHSP%?S s
(35~45HRC)
R;?iaji%%a(:c?grggiuﬁ?of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
e | DR Uér%ier Bl | HHAERE | HE | HORE | BE | HAEE | BE | HOEE | BE | HeEE | BE | HoEE
ggﬁ BAI!I I-Neck ap n. VF x n. VF X n. Vf X n Vf x n. Vf x n. Vf x
(mm) (enq?nt)h r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min | r/min | mm/min
10 0.09 | 27,216 | 1,940 | 24494 | 1,746 | 23,134 | 1,499 | 32,659 | 2,327 | 20,412 | 1,191 | 19,051 | 1,029
12 0.09 | 27,216 | 1,616 | 24494 | 1,454 | 23,134 | 1,249 | 32,659 | 1,940 | 20,412 993 19,051 858
14 | 0.075| 27216 | 1,616 | 21,773 | 1,221 | 20,563 | 1,049 | 29,030 | 1,629 | 18,144 833 16,934 719
051 1 16 | 0.038 | 20,160 | 1,131 | 18,144 | 1,018 | 17,136 874 24,192 | 1,357 | 15,120 694 14,112 599
18 | 0.038 | 20,160 | 1,131 | 18,144 | 1,018 | 17,136 874 24,192 | 1,357 | 15,120 694 14,112 599
20 |0.038 | 20,160 | 1,131 | 18,144 | 1,018 | 17,136 874 24,192 | 1,357 | 15,120 694 14,112 599
8 0.22 | 32,760 | 2,752 | 29,484 | 2,477 | 27,846 | 2,244 | 39,312 | 3,302 | 24,570 | 1,916 | 21,294 | 1,431
08 | 16 12 | 0.098 | 29,484 | 2,600 | 26,536 | 2,341 | 25,061 | 1,958 | 35381 | 3,120 | 22,113 | 1,672 | 19,165 | 1,160
16 0.06 | 25272 | 1,592 | 22,745 | 1,433 | 21,481 | 1,199 | 30,326 | 1,911 | 18,954 | 1,024 | 17,690 892
20 0.04 | 18,720 | 1,114 | 16,848 | 1,003 | 15,912 839 22,464 | 1,337 | 14,040 716 13,104 624
8 0.26 | 30,420 | 2,921 | 27,378 | 2,628 | 25,857 | 2,172 | 36,504 | 3,505 | 22,815 | 1,807 | 21,294 | 1,534
09 | 18 12 | 0.105 | 25,272 | 1,820 | 22,745 | 1,637 | 21,481 | 1,354 | 30,326 | 2,183 | 18,954 | 1,125 | 17,690 956
16 | 0.068 | 25,272 | 1,820 | 22,745 | 1,637 | 21,481 | 1,354 | 30,326 | 2,183 | 18,954 | 1,125 | 17,690 956
20 | 0.045 | 18,720 | 1,273 | 16,848 | 1,146 | 15912 947 22,464 | 1,527 | 14,040 788 13,104 669
3 04 | 28,350 | 4,253 | 25,5515 | 3,828 | 24,098 | 3,254 | 34,020 | 5,103 | 21,263 | 2,744 | 19,845 | 2,381
4 04 | 28,350 | 4,253 | 25,5515 | 3,828 | 24,098 | 3,254 | 34,020 | 5,103 | 21,263 | 2,744 | 19,845 | 2,381
6 04 | 28,350 | 3,828 | 25515 | 3,444 | 24,098 | 2,892 | 34,020 | 4593 | 21,263 | 2,424 | 19,845 | 2,143
8 0.28 | 28,350 | 3,828 | 25,515 | 3,444 | 24,098 | 2,892 | 34,020 | 4,593 | 21,263 | 2,424 | 19,845 | 2,143
10 0.21 |26/460 | 3,175 | 23,814 | 2,858 | 22,491 | 2,429 | 31,752 | 3,811 | 19,845 | 2,024 | 17,199 | 1,321
12 0.12 | 23,814 | 2,858 | 21,433 | 2,572 | 20,242 | 2,187 | 28,577 | 3,428 | 17,861 | 1,846 | 15479 | 1,189
13 0.12 | 23,814 | 2,858 | 21,433 | 2,572 | 20,242 | 2,187 | 28,577 | 3,428 | 17,861 | 1,822 | 14,288 914
1 > 14 0.12 | 23,814 | 2,477 | 21,433 | 2,229 | 20,242 | 1,895 | 28,577 | 2971 | 16,585 | 1,466 | 14,288 914
16 0.12 | 22,113 | 1,592 | 19,902 | 1,434 | 18,797 | 1,218 | 26,536 | 1,911 | 16,585 | 1,320 | 14,288 823
18 0.09 | 20412 | 1,470 | 18371 | 1,323 | 17,350 | 1,124 | 24,494 | 1,764 | 16,585 | 1,219 | 14,288 823
20 |0.075 | 20,412 | 1,470 | 18371 | 1,323 | 17,350 | 1,124 | 24,494 | 1,764 | 16,585 | 1,015 | 14,288 823
22 0.05 | 16,065 | 1,093 | 14,459 983 13,656 836 19,278 | 1,311 | 12,049 697 13,495 734
25 0.05 | 15,120 | 1,028 | 13,608 925 12,852 787 18,144 | 1,234 | 11,340 655 12,701 691
30 0.03 | 15,120 | 1,028 | 13,608 925 12,852 787 18,144 | 1,234 | 11,340 655 12,701 691
35 |0.025 | 13,230 847 11,907 762 11,246 648 15876 | 1,016 | 9,923 540 9,261 474
40 |0.022 | 11,340 725 10,206 653 9,639 555 13,608 871 8,505 463 7,938 407
6 0.5 | 24,975 | 4557 | 22478 | 4100 | 21,229 | 3,417 | 29970 | 5468 | 18,732 | 2,779 | 17,483 | 2,278
125 | 25 10 0.34 | 24975 | 4,557 | 22,478 | 4,100 | 21,229 | 3,417 | 29,970 | 5468 | 18,732 | 2,779 | 17,483 | 2,278
15 0.15 | 19,481 | 2,558 | 17,533 | 2,302 | 16,558 | 1,919 | 23,377 | 3,070 | 14,611 | 1,821 | 13,637 | 1,279

[;¥3=] i52%P378., [Note] Please refer to P.378
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#E | Mould Industry

GESAC

HEETIHIZE (BA)

Recommended cutting datas to general machining

SPM200-BN2

IMZFRINT27IBRLATHET]

2 Flute, Extended Neck-Ballnose Endmill

Y £z817 Continue

Workpiece Materials 2 P ag =1 PHS#ER N R .
Cﬁ;f%/n:%z%' mﬁgégggm M P/I-I_E,5 E?e{ﬁiiﬂ, ﬁ(fof)ﬁp?r,ﬁ Hardfn%iﬁzsteels Hard ﬁ%ﬂﬂ%teels
(1802 250HB) (25~ 35HRC) ?gtsefsﬁ?_'SRtg;els Copper Alloys (45 ~ 55HRC) (55~ 65HRC)
R:Jgi%gji%%a(:cﬁ)a)rcf gyeu;zﬁ%&of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
s | 8 | Under WE | HOEE | GE | SO | SE | MAEE | BE (AR B | B0ET| E | BeEE
ggﬁ |’\)/||!| I_Neck ap n. Vi X n. Vf x n. VF x n. VE x n. Vi x n. Vi x
(mm) (enr:?nt)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
20 0.12 | 17,982 | 1967 | 16,184 | 1,771 | 15285 | 1,476 | 21,578 | 2,362 | 14,611 | 1,301 | 12,587 984
125 |25 | 25 |0.098 | 17982 | 1,770 | 16,184 | 1,593 | 15285 | 1,328 | 21,578 | 2,124 | 13,487 | 1,080 | 12,587 | 885
30 | 0.055| 13320 1,377 | 11,988 | 1,239 | 11,322 | 1,033 | 15984 | 1,652 | 9,990 840 9,324 689
8 0.6 | 21,600 | 4860 | 19,440 | 4,374 | 18,360 | 3,690 | 25920 | 5832 | 16,200 | 3,062 | 15120 | 2,722
10 | 042 | 21,600 | 4860 | 19,440 | 4374 | 18,360 | 3,690 | 25920 | 5832 | 16,200 | 3,062 | 15120 | 2,722
13 | 0315 | 20,160 | 3,629 | 18,144 | 3,266 | 17,136 | 2,755 | 24,192 | 4,354 | 15,120 | 2,286 | 14,112 | 2,032
03 3 16 | 0315 20,160 | 3,266 | 18,144 | 2939 | 17,136 | 2,480 | 24,192 | 3,920 | 15,120 | 2,057 | 13,104 | 1,699
20 0.18 | 16,848 | 2,274 | 15,163 | 2,048 | 14,321 | 1,727 | 20,218 | 2,730 | 12,636 | 1,434 | 10,886 | 1,176
25 0.12 | 16,848 | 2,274 | 15,163 | 2,048 | 14,321 | 1,727 | 20,218 | 2,730 | 12,636 | 1,434 | 10,886 | 1,176
30 0.12 | 15,5552 | 2,100 | 13,997 | 1,890 | 13,219 | 1,594 | 18,662 | 2,520 | 11,664 | 1,323 | 10,886 | 1,176
35 0.08 | 11,520 | 1,469 | 10,368 | 1,322 9,792 1,115 | 13,824 | 1,762 8,640 925 9,677 987
15 0.36 | 16,088 | 3,299 | 14479 | 2,969 | 13,675 | 2,475 | 19,305 | 3,959 | 12,065 | 2,012 | 11,262 | 1,650
175 | 35 25 0.21 | 13,365 | 2,052 | 12,029 | 1,847 | 11,361 | 1,539 | 16,038 | 2,462 | 10,024 | 1,252 9,356 1,026
35 0.09 | 13,365 | 2,052 | 12,029 | 1,847 | 11,361 | 1,539 | 16,038 | 2,462 | 10,024 | 1,252 | 9,356 | 1,026
45 0.09 | 9900 | 1,438 | 8910 | 1,294 | 8415 | 1,079 | 11,880 | 1,726 | 7,425 878 6,930 719
10 0.6 | 15525 | 4,658 | 13973 | 4192 | 13,197 | 3,564 | 18,630 | 5589 | 11,644 | 2969 | 10,868 | 2,608
13 0.48 | 15,525 | 4,658 | 13,973 | 4,192 | 13,197 | 3,564 | 18,630 | 5589 | 11,644 | 2,969 | 10,868 | 2,608
16 0.42 | 15525 | 4,658 | 13,973 | 4,192 | 13,197 | 3,564 | 18,630 | 5589 | 11,644 | 2,969 | 10,868 | 2,608
20 0.42 | 13,455 | 3,229 | 12,110 | 2906 | 11,437 | 2,471 | 16,146 | 3,875 | 10,092 | 2,058 | 9,419 | 1,808
2 n 25 024 | 12,110 | 2,615 | 10,899 | 2,354 | 10,293 | 2,001 | 14,531 | 3,139 | 9,083 | 1,946 | 8477 | 1,464
30 0.16 | 11,178 | 2,012 | 10,060 | 1,811 | 9,502 | 1,539 | 13,414 | 2,415 | 8,384 | 1,283 | 7,825 | 1,127
35 0.1 | 11,178 | 2,012 | 10,060 | 1,811 | 9,502 | 1,539 | 13,414 | 2,415 | 8384 | 1,283 | 7,825 | 1,127
40 0.1 | 11,178 | 2,012 | 10,060 | 1,811 | 9,502 | 1,539 | 13,414 | 2,415 | 8384 | 1,283 | 7,825 | 1,127
45 0.1 8,280 | 1,408 | 7,452 | 1,267 | 7,038 | 1,076 | 9936 | 1,689 | 6,210 897 5,796 788
50 0.1 8,280 | 1,408 | 7,452 | 1,267 | 7,038 | 1,076 | 9936 | 1,689 | 6,210 897 5,796 788
20 |0.525| 11,340 | 4,082 | 10,206 | 3,674 | 9,639 | 2,892 | 13,608 | 4,899 | 8505 | 2,552 | 7,938 | 2,143
e 5 25 10.525| 10,530 | 3,285 | 9477 | 3,412 | 8951 | 2686 | 12636 | 4,549 | 7,898 | 2370 | 7,371 1,990
30 0.3 9,477 | 2,502 | 8529 | 3,072 | 8056 | 2417 | 11,372 | 4,094 | 7,108 | 2,132 | 6,634 | 1,792
40 0.2 8,748 | 1,890 | 7,873 | 1,701 | 7,436 | 1,338 | 10,498 | 2,268 | 6,561 1,182 | 6,124 993
12 06 | 12,150 | 5,103 | 10,935 | 4,593 | 10,328 | 3,828 | 14,580 | 6,124 | 9,113 | 3,113 | 8505 | 2,552
3 6 20 05 | 11,475 | 4476 | 10,328 | 4,028 | 9,754 | 3,356 | 13,770 | 5370 | 8607 | 2,730 | 8,033 | 2237
30 042 | 9360 | 2,69 | 8424 | 2426 | 7956 | 1910 | 11,232 | 3,235 | 7,020 | 1,825 | 6,552 | 1,415
50 0.15 | 7,776 | 2,015 | 6998 | 1,814 | 6,610 | 1,428 | 9331 | 2418 | 5832 | 1,260 | 5443 | 1,058

([E=] ESEP378M.
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Mould Industry | #&E
HEDHZH (BRE)
Recommended cutting datas to high accuracy machining
SPM200-BN2
MR T2 BKSL A7 8E 7]
2 Flute, Extended Neck-Ballnose Endmill
P N
WorkpiIe{ci’fﬁiterials B, Se asw, TER PHE#EZIK
C%%’;’n:?gé?sls, :l/-_\l_l(l)%yllgétggll;s, I!I%EEe{ﬁli{me, il—rjjc'oﬁﬁil)?r,@ Hardﬁ"gjmﬂeels Hardﬁ%ﬂﬁgsteels
(1802 250HB) (25~ 35HRC) M?gtsefszllg?_'SRtg;els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
Rg?iégji%%a(:cg’a)rcflﬂyeuﬁﬁyof 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
s | 8 | Under RE | BHAEE | R | MHOEE | R | MOEE | GE | SMAEE | E | SOEE | BE |0
gﬁ I’\)AI!I LNECk ap n. Vi n. Vi n. Vf n. Vf n. V. n. Vi
(mm) (enr:g]t)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
0.2 | 0.004 | 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.05| 0.1 | 0.3 |0.003 | 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 | 0.002 | 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 | 0.015 | 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
0.75 | 0.013 | 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
1 0.011 | 45,000 315 45,000 315 45,000 293 45,000 378 40,950 246 37,800 189
01 | 02 1.25 | 0.008 | 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
1.5 | 0.007 | 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2 0.006 | 45,000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2.5 10.005 | 43,200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
3 0.003 | 43,200 242 38,880 218 36,720 191 43,200 291 32,400 156 30,240 121
0.5 0.02 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
0.75 | 0.018 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1 0.016 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
015 | 03 1.25 | 0.014 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
1.5 |0.012 | 45,000 450 45,000 450 45,000 405 45,000 540 40,500 345 37,800 302
2 0.009 | 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
2.5 10.008 | 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
3 0.006 | 45,000 405 43,740 393 41,310 335 45,000 486 36,450 279 34,020 245
0.75 | 0.043 | 43,200 518 38,880 466 36,720 404 | 45,000 622 32,400 324 30,240 302
1 0.04 | 43,200 518 38,880 466 36,720 404 | 45,000 622 32,400 324 30,240 302
1.5 | 0.034 | 43,200 518 38,880 466 36,720 404 | 45,000 622 32,400 324 30,240 302
2 0.028 | 43,200 518 38,880 466 36,720 404 | 45,000 622 32,400 324 30,240 302
02 |04 | 25 |0.016 | 38880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
3 0.011 | 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
3.5 | 0.008 | 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
4 0.005 | 38,880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
4.5 | 0.004 | 34,560 353 31,104 318 29,376 275 41,472 423 25,920 221 24,192 205
1 0.045 | 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25,200 428
025 | 05 1.5 0.04 | 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25,200 428
2 0.035 | 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25,200 428
2.5 10.033 | 36,000 720 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347

[iFE] B&%P378m.

[Note] Please refer to P378
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¥E | Mould Industry GESAC

HEFTHZE (BRBE)

Recommended cutting datas to high accuracy machining

IMEBRINT27)8kL 3785870
2 Flute, Extended Neck-Ballnose Endmill ) 4E81 Continue
Workgaen Niateria PHEEER
orkpiece Materials - Sk
ngfbmén%t%glﬁs' 3/_\‘%%'556:8%@ P/HEB Eee{ﬁﬂﬂe ﬁﬁ_l(foﬁl?rﬁ Hardﬁﬁgjmsteels Hardzﬁ?j@smels
alloypteels loollsteels R G | Gl (45~ 55HRC) (55~ 65HRC)
(180~ 250HB) (25 ~35HRC) IS L ASHRO) pp Y
TIEIRE (ap) HEHIZE
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
sz | S . . . e . s e s . e
Bz | Mill lf\lnd?(r =30 L#i%f&fg =30 )&é%fEE =30 J&é%fﬁg =30 L#i%)f@ﬁ 235 L#i%l?lﬁ 230 L’*?%l?)ﬁ
= ec a n n n n n n
R(mm) (r?:gi) L(engt)h i r/min | mm/min | r/min | mm/min| r/min | mm/min| r/min | mm/min | r/min | mm/min | r/min | mm/min
mm
3 0.03 | 32400 | 583 | 29,160 | 525 | 27,540 | 446 | 38880 | 700 |24,300| 393 |22680 | 347
4 0.02 | 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347
o 5 10018 | 32400 | 583 |29160 | 525 |27540 | 446 |38880 | 700 |24,300| 393 |22680 | 347

55 |0.008 | 28,800 | 490 | 25920 | 441 24,480 | 374 | 34,560 | 588 | 21,600 | 330 | 20,160 | 292
6 | 0.007 | 28,800 | 490 | 25920 | 441 24,480 | 374 | 34,560 | 588 | 21,600 | 330 | 20,160 | 292
8 |0.004 | 28800 | 490 | 25920 | 441 24,480 | 374 | 34,560 | 588 | 21,600 | 330 | 20,160 | 292
1
2

0.05 | 36,000 | 1,080 | 32,400 | 972 | 30600 | 796 |43,200 1,296 | 27,000 | 648 | 25200 | 504
0.042 | 36,000 | 1,080 | 32,400 | 972 | 30,600 | 796 | 43,200 | 1,296 | 27,000 | 648 | 25200 | 504
2.5 |0.038 | 36,000 | 1,080 | 32400 | 972 | 30,600 | 796 | 43200 | 1,296 | 27,000 | 648 | 25200 | 504

3 |0.034| 36,000 | 1,080 |32400 | 972 | 30,600 | 796 |43,200 | 1,296 | 27,000 | 648 | 25200 | 504
35 |0.029 | 32400 | 923 | 29,160 | 831 27,540 | 680 | 38,880 | 1,108 | 24,300 | 554 | 22,680 | 431

4 10.024 | 32400 | 923 | 29,160 | 831 27,540 | 680 | 38,880 | 1,108 | 24,300 | 554 | 22,680 | 431
45 |0.022 | 32400 | 875 |29160 | 788 |27,540 | 644 | 38,880 | 1,049 |24300 | 525 |22,680 | 409
03 | 06 5 0.02 | 32400 | 875 |29,160 | 788 | 27,540 | 644 | 38,880 | 1,049 | 24300 | 525 | 22,680 | 409
55 ]0.017 | 32400 | 875 |29,160 | 788 | 27,540 | 644 | 38,880 | 1,049 | 24300 | 525 |22,680 | 409

6 | 0015 | 32400 | 875 |29160 | 788 |27,540 | 644 | 38,880 | 1,049 |24,300 | 525 |22,680 | 409

7 | 0008 | 28800 | 734 | 25920 661 24,480 | 541 34,560 | 881 21,600 | 441 20,160 | 343

8 |0.008 |28800 | 734 | 25920 661 24,480 | 541 34,560 | 881 21,600 | 441 20,160 | 343

9 |0.006 | 28800 | 734 |25920 661 24,480 | 541 34,560 | 881 21,600 | 441 20,160 | 343

10 |0.005 | 25200 | 643 | 22,680 | 579 | 21,420 | 473 |30,240 | 771 18,900 | 385 | 17,640 | 300

12 |0.004 | 21,600 | 518 | 19,440 | 466 | 18360 | 382 |25920 | 622 | 16,200 | 311 15120 | 242

2 | 0.061 | 36,000 | 1,188 | 32,400 | 1,069 | 30,600 | 879 | 43,200 | 1,426 |27,000 | 725 | 25200 | 594

4 10.034 | 32,400 | 1,015 | 29,160 | 914 | 27,540 | 752 | 38880 | 1,219 | 24,300 | 619 | 22680 | 508

035107 6 |0027| 32400 | 962 |29160 | 866 | 27540 | 712 | 38880 | 1,155 | 24,300 | 587 | 22,680 | 482
8 0.01 | 28800 | 760 | 25920 | 684 | 24480 | 563 |34,560 | 912 | 21,600 | 464 | 20,160 | 380

2 0.08 | 36,000 | 1,296 | 32,400 | 1,166 | 30,600 | 979 | 43,200 | 1,555 | 27,000 | 810 | 25200 | 706

4 10.056 | 36,000 | 1,296 | 32,400 | 1,166 | 30,600 | 979 | 43,200 | 1,555 | 27,000 | 810 | 25200 | 706

5 0.045| 32,400 | 1,049 | 29,160 | 945 | 27,540 | 793 | 38880 | 1,260 | 24,300 | 656 | 22,680 | 572

04|08 6 | 003232400 | 1,049 | 29,160 | 945 | 27,540 | 793 | 38,880 | 1,260 | 24,300 | 656 | 22,680 | 572
8 0.02 | 28800 | 933 | 25920 | 840 | 24480 | 705 | 34,560 | 1,120 | 21,600 | 583 | 20,1760 | 508

10 | 0.01 | 28800 | 881 25920 | 793 | 24,480 | 666 | 34,560 | 1,058 | 21,600 | 551 20,160 | 480

0.45 | 0.9 2 0.09 | 34,200 | 1,458 | 30,780 | 1,312 | 29,070 | 1,094 | 41,040 | 1,750 | 25,650 | 904 | 23,940 | 802

(2] i52%P378:. [Note] Please refer to P378

374



GESAC 1]

Mould Industry

HETHISE (BRE)

Recommended cutting datas to high accuracy machining
SPM200-BN2

INERINT2708kSk 755 T]

2 Flute, Extended Neck-Ballnose Endmill Y £ER1 Continue

TRt E m
Workpiece Materials PN N PHE#EZIK
Cﬁ%i% n:?g%gslﬁ;' mﬁ%éég?m I!I%EEe{ﬁli{me, il—rjjc'oﬁﬁil)?r,@ Hardﬁ"gjmﬂeels Hardﬁ%ﬂﬁgsteels
(1802250HB) (25~ 35HRC) M?gtsefszllg?_'SRtg;els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
Rg)gi%gjit%%a(:c?a)rcf Iﬂyeuﬁ%&of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
s | 8 | Under RE | BHAEE | R | MHOEE | R | MOEE | GE | SMAEE | E | SOEE | BE |0
gﬁ I’\)AI!I LNECk ap n. Vi n. Vi n. Vf n. Vf n. V. n. Vi
(mm) (enr:g]t)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
4 10.058 | 34,200 | 1,458 | 30,780 | 1,312 | 29,070 | 1,094 | 41,040 | 1,750 | 25,650 | 904 | 23,940 | 802
045 | 0.9 6 0.042 | 30,780 | 1,181 | 27,702 | 1,063 | 26,163 886 36,936 | 1,417 | 23,085 732 21,546 650
8 0.03 | 27,360 | 1,049 | 24624 | 944 |23256 | 788 | 32832 | 1,259 |20,520 | 651 19,152 | 577
2 0.1 | 32,400 | 1,620 | 29,160 | 1,458 | 27,540 | 1,239 | 38,880 | 1,944 | 24,300 | 1,021 | 22,680 | 907
3 0.1 | 32,400 | 1,620 | 29,160 | 1,458 | 27,540 | 1,239 | 38,880 | 1,944 | 24,300 | 1,021 | 22,680 | 907
4 0.07 | 32,400 | 1,620 | 29,160 | 1,458 | 27,540 | 1,239 | 38,880 | 1,944 | 24,300 | 1,021 | 22,680 | 907
5 0.06 | 32,400 | 1,620 | 29,160 | 1,458 | 27,540 | 1,239 | 38,880 | 1,944 | 24,300 | 1,021 | 22,680 | 907
6 0.04 | 29,160 | 1,312 | 26,244 | 1,181 | 24,786 | 1,004 | 34,992 | 1,575 | 21,870 | 827 | 20,412 | 734
7 0.04 | 29,160 | 1,312 | 26,244 | 1,181 | 24,786 | 1,004 | 34992 | 1,575 | 21,870 827 20,412 734
8 0.04 | 29,160 | 1,312 | 26,244 | 1,181 | 24,786 | 1,004 | 34,992 | 1,575 | 21,870 827 20,412 734
0.5 1 9 0.03 | 29,160 | 1,312 | 26,244 | 1,181 | 24,786 | 1,004 | 34992 | 1,575 | 21,870 827 20,412 734
10 [0.025 | 29,160 | 1,312 | 26,244 | 1,181 | 24,786 | 1,004 | 34,992 | 1,575 | 21,870 | 827 | 20,412 | 734
12 10.013 | 25920 | 1,102 | 23,328 | 992 | 22,032 | 842 |31,104 | 1,322 | 19,440 | 694 | 18,144 | 617
13 10.011 | 25920 | 1,102 | 23,328 | 992 | 22032 | 842 |31,104 | 1,322 | 19,440 | 694 | 18,144 | 617
14 | 0.01 | 25920 | 1,102 | 23,328 | 992 |22032 | 842 |31,104 | 1,322 | 19440 | 694 | 18,144 | 617
16 | 0.008 | 25920 | 1,102 | 23,328 992 22,032 842 31,104 | 1,322 | 19,440 694 18,144 617
18 | 0.006 | 22,680 | 907 | 20412 | 816 | 19278 | 694 | 27,216 | 1,089 | 17,010 | 572 15,876 | 508
20 |0.005 | 19440 | 778 |1749 | 700 | 16,524 | 595 |23328 | 933 | 14580 | 490 | 13,608 | 436
2 0.1 | 30,240 | 1,582 | 27,216 | 1,424 | 25,704 | 1,171 | 36,288 | 1,899 | 22,680 | 981 21,168 | 870
4 0.07 | 30,240 | 1,582 | 27,216 | 1,424 | 25704 | 1,171 | 36,288 | 1,899 | 22,680 | 981 21,168 | 870
0.55 | 1.1 6 0.04 | 27,540 | 1,330 | 24,786 | 1,197 | 23,409 | 985 | 33,048 | 1,597 | 20,655 | 824 | 19,278 | 732
8 0.04 | 27,540 | 1,330 | 24,786 | 1,197 | 23,409 | 985 | 33,048 | 1,597 | 20,655 | 824 | 19278 | 732
10 |0.025 | 27,540 | 1,330 | 24,786 | 1,197 | 23,409 985 33,048 | 1,597 | 20,655 824 19,278 732
4 0.08 | 27,692 | 1,449 | 24923 | 1,304 | 23,539 | 1,087 | 33,231 | 1,739 | 20,769 | 898 | 19,384 | 797
B 8 0.04 | 25920 | 1,348 | 23,328 | 1,213 | 22,032 | 992 | 31,104 | 1,617 | 19,440 | 855 18,144 | 725
10 | 0.035 (25920 | 1,281 | 23,328 | 1,092 | 22032 | 992 | 31,104 | 1,455 | 19440 | 770 | 18,144 | 653
12 0.03 | 25920 | 1,213 | 23,328 | 1,092 | 22,032 | 992 | 31,104 | 1,455 | 19440 | 770 | 18,144 | 653
8 0.055 | 22,680 | 1,361 | 20412 | 1,225 | 19,278 | 1,041 | 27,216 | 1,633 | 17,010 | 885 15876 | 794
07 | 14 12 10.035| 22680 | 1,225 | 20,412 | 1,103 | 19,278 937 27,216 | 1,470 | 17,010 797 15,876 715
16 | 0.017 | 20,160 | 1,028 | 18,144 925 17,136 787 24,192 | 1,234 | 15,120 669 14,112 599
- m 4 0.1 | 25200 | 1,663 | 22,680 | 1,497 | 21,420 | 1,285 | 30,240 | 1,996 | 18,900 | 1,021 | 17,640 | 882
6 0.1 | 25,200 | 1,663 |22,680 | 1,497 | 21,420 | 1,285 | 30,240 | 1,996 | 18,900 | 1,021 | 17,640 | 882

[;¥3=] i52%P378., [Note] Please refer to P.378
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Recommended cutting datas to high accuracy machining

IMEFRINT27JEKRL 3755 T]
2 Flute, Extended Neck-Ballnose Endmill ) 4E81 Continue
Tt
Workpiece Materials N N PHS IR
Gl | St /SR f, Has P el
iruo?/nsréifss' ATO%}ll S‘E:glgl PH, Ferrite, Copper, Hardened Steels Hardened Steels
(180~ 250HB) (25 ~ 35HRC) M.(a?r’gegig?_'%tg;els Copper Alloys (45 ~55HRC) (55 ~65HRC)
IEIRE (ap) ELBIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
4 M
sz | T | Under WE | BHAEE | SR | SMOEE | SGE | MAEE | SOE | SR | SE | SLEE | E | ahEE
R(mn?) Dia. |, Neck ap n. V. n. V- n. VE n. Vi n. Vi n VE
(mm) L(engt)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
mm

8 0.06 | 22,680 | 1,347 | 20,412 | 1,212 | 19,278 | 1,041 | 27,216 | 1,616 | 17,010 | 827 | 15876 | 715
10 | 0.06 | 22,680 | 1,347 | 20,412 | 1,212 | 19,278 | 1,041 | 27,216 | 1,616 | 17,010 | 827 | 15876 | 715
12 | 0.06 | 22680 | 1,347 | 20,412 | 1,212 | 19,278 | 1,041 | 27,216 | 1,616 | 17,010 | 827 | 15876 | 715
075 | 15| 14 | 005 | 22,680 | 1,347 | 18,144 | 1,018 | 17,136 | 874 | 24,192 | 1,357 | 15120 | 694 | 14,112 | 599
16 |0.019 | 20,160 | 1,131 | 18,144 | 1,018 | 17,136 | 874 | 24,192 | 1,357 | 15120 | 694 | 14,112 | 599
18 10.019 | 20,160 | 1,131 | 18,144 | 1,018 | 17,136 | 874 | 24,192 | 1,357 | 15120 | 694 | 14,112 | 599
20 |0.019| 20,160 | 1,131 | 18,144 | 1,018 | 17,136 | 874 | 24,192 | 1,357 | 15120 | 694 | 14,112 | 599
8 0.11 | 23,400 | 1,638 | 21,060 | 1,474 | 19,890 | 1,233 | 28,080 | 1,966 | 17,550 | 1,053 | 16,380 | 917
12 |0.065 | 21,060 | 1,327 | 18,954 | 1,194 | 17,901 999 | 25272 | 1,592 | 15795 | 853 | 14,742 | 743

08 |16 16 | 0.04 | 21,060 | 1,327 | 18,954 | 1,194 | 17,901 999 | 25272 | 1,592 | 15795 | 853 | 14,742 | 743
20 | 0.02 | 18,720 | 1,114 | 16,848 | 1,003 | 15912 | 839 | 22464 | 1,337 | 14,040 | 716 | 13,104 | 624
8 0.13 | 23,400 | 1,872 | 21,060 | 1,685 | 19,890 | 1,392 | 28,080 | 2,246 | 17,550 | 1,158 | 16,380 | 983
12 | 0.07 | 21,060 | 1,517 | 18,954 | 1,364 | 17,901 | 1,128 | 25,272 | 1,820 | 15795 | 938 | 14,742 | 797
09 118 16 | 0.045 | 21,060 | 1,517 | 18,954 | 1,364 | 17901 | 1,128 | 25272 | 1,820 | 15795 | 938 | 14,742 | 797
20 |0.022 | 18,720 | 1,273 | 16,848 | 1,146 | 15912 | 947 | 22,464 | 1,527 | 14,040 | 788 | 13,104 | 669
3 0.2 | 18,900 | 1,890 | 17,010 | 1,701 | 16,065 | 1,446 | 22,680 | 2,268 | 14,175 | 1,220 | 13,230 | 1,058
4 0.2 | 18900 | 1,890 | 17,010 | 1,701 | 16,065 | 1,446 | 22,680 | 2,268 | 14,175 | 1,220 | 13,230 | 1,058
6 0.2 | 18900 | 1,701 | 17,010 | 1,531 | 16,065 | 1,285 | 22,680 | 2,041 | 14,175 | 1,077 | 13,230 | 952
8 0.14 | 18900 | 1,701 | 17,010 | 1,531 | 16,065 | 1,285 | 22,680 | 2,041 | 14,175 | 1,077 | 13,230 | 952
10 | 0.14 | 18900 | 1,512 | 17,010 | 1,361 | 16,065 | 1,157 | 22,680 | 1,814 | 14175 | 964 | 13,230 | 847
12 | 0.08 | 17,010 | 1,361 | 15309 | 1,225 | 14459 | 1,041 | 20,412 | 1,633 | 12,758 | 868 | 11,907 | 762
13 0.08 | 17,010 | 1,361 | 15309 | 1,225 | 14459 | 1,041 | 20,412 | 1,633 | 12,758 | 868 | 11,907 | 762
. : 14 | 0.08 | 17,010 | 1,361 | 15309 | 1,225 | 14459 | 1,041 | 20,412 | 1,633 | 12758 | 868 | 11,907 | 762

16 | 0.08 | 17,010 | 1,225 | 15309 | 1,103 | 14459 | 937 | 20,412 | 1,470 | 12,758 | 781 11,907 | 686
18 | 0.06 | 17,010 | 1,225 | 15309 | 1,103 | 14459 | 937 | 20,412 | 1,470 | 12,758 | 781 11,907 | 686
20 | 0.05 | 17,010 | 1,225 | 15309 | 1,103 | 14,459 | 937 | 20,412 | 1,470 | 12,758 | 781 11,907 | 686
22 |0.042 | 16,065 | 1,093 | 14459 | 983 | 13,656 | 836 | 19278 | 1,311 | 12,049 | 697 | 11,246 | 612
25 |0.035| 15120 | 1,028 | 13,608 | 925 | 12,852 | 787 | 18,144 | 1,234 | 11,340 | 655 | 10,584 | 576
30 |0.015| 15120 | 1,028 | 13,608 | 925 | 12,852 | 787 |18,144 | 1,234 | 11,340 | 655 | 10,584 | 576
35 |0.012| 13230 | 847 | 11907 | 762 | 11,246 | 648 | 15876 | 1,016 | 9,923 540 9,261 474
40 | 0.01 | 11,340 | 725 | 10,206 | 653 9,639 555 | 13,608 | 871 8,505 463 7,938 407
125 | 25 6 0.25 | 16,650 | 2,025 | 14,985 | 1,823 | 14,153 | 1,519 | 19,980 | 2,430 | 12,488 | 1,236 | 11,655 | 1,013
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Recommended cutting datas to high accuracy machining
SPM200-BN2

INERINT2708kSk 755 T]

2 Flute, Extended Neck-Ballnose Endmill Y £ER1 Continue

TRt E m
Workpiece Materials sim ol N = PHE#%ERK N N N
Cﬁ;;'f%;”:%g%? mﬁ%ééﬂgm M I!I%EEe{ﬁli{me, iﬁ(foﬁ?;gr,@ Hardﬁ?jmﬂeels Hardﬁ%ﬂﬁgsteels
(1802 250HB) (25~ 35HRC) ?ggefig?_'SRtg;els Copper Alloys (45 ~ 55HRC) (55 ~65HRC)
Rg?iégji%%a(:cg’a)rcf Iﬂiﬂﬁﬁﬂof 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
s | 8 | Under RE | BHAEE | R | MHOEE | R | MOEE | GE | SMAEE | E | SOEE | BE |0
gﬁ I’\)AI!I LNECk ap n. Vi n. Vi n. Vf n. Vf n. V. n. Vi
(mm) (enr:g]t)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
10 | 0.17 | 16,650 | 2,025 | 14,985 | 1,823 | 14,153 | 1,519 | 19,980 | 2,430 | 12,488 | 1,236 | 11,655 | 1,013
15 0.1 14,985 | 1,640 | 13,487 | 1,476 | 12,738 | 1,230 | 17,982 | 1,967 | 11,239 | 1,000 | 10,490 820
125 | 25| 20 | 0.08 | 14,985 | 1,640 | 13,487 | 1,476 | 12,738 | 1,230 | 17,982 | 1,967 | 11,239 | 1,000 | 10,490 | 820
25 | 0.065 | 14,985 | 1,475 | 13,487 | 1,328 | 12,738 | 1,106 | 17982 | 1,770 | 11,239 | 900 | 10,490 | 738
30 | 0.044 | 13,320 | 1,377 | 11,988 | 1,239 | 11,322 | 1,033 | 15984 | 1,652 | 9,990 840 9,324 689
8 0.3 | 14,400 | 2,160 | 12,960 | 1,944 | 12,240 | 1,640 | 17,280 | 2,592 | 10,800 | 1,361 | 10,080 | 1,210
10 0.21 | 14,400 | 2,160 | 12,960 | 1,944 | 12,240 | 1,640 | 17,280 | 2,592 | 10,800 | 1,361 | 10,080 | 1,210
13 0.21 | 14,400 | 2,160 | 12,960 | 1,944 | 12,240 | 1,640 | 17,280 | 2,592 | 10,800 | 1,361 | 10,080 | 1,210
15 3 16 0.21 | 14,400 | 1,944 | 12960 | 1,750 | 12,240 | 1,476 | 17,280 | 2,333 | 10,800 | 1,225 | 10,080 | 1,089
20 0.12 | 12960 | 1,750 | 11,664 | 1,575 | 11,016 | 1,328 | 15552 | 2,100 | 9,720 | 1,103 | 9,072 980
25 0.08 | 12960 | 1,750 | 11,664 | 1,575 | 11,016 | 1,328 | 15,552 | 2,100 | 9,720 | 1,103 | 9,072 980
30 0.08 | 12960 | 1,750 | 11,664 | 1,575 | 11,016 | 1,328 | 15,552 | 2,100 | 9,720 | 1,103 | 9,072 980
35 |0.064 | 11,520 | 1,469 | 10,368 | 1,322 | 9,792 | 1,115 | 13,824 | 1,762 | 8,640 925 8,064 823
15 024 | 12375 | 2,115 | 11,138 | 1,904 | 10,519 | 1,587 | 14,850 | 2,538 | 9,282 | 1,291 | 8,663 | 1,058
i 25 0.14 | 11,138 | 1,710 | 10,024 | 1,539 | 9,467 | 1,283 | 13,365 | 2,052 | 8,353 | 1,043 | 7,797 855
35 0.09 | 11,138 | 1,710 | 10,024 | 1,539 9,467 1,283 | 13,365 | 2,052 8,353 1,043 7,797 855
45 10.072 | 9900 | 1,438 | 8910 | 1,294 | 8415 | 1,079 | 11,880 | 1,726 | 7,425 878 6,930 719
10 04 |10,350 | 2070 | 9315 | 1,863 | 8798 | 1,584 | 12,420 | 2484 | 7,763 | 1,319 | 7,245 | 1,159
13 0.32 | 10,350 | 2,070 | 9,315 | 1,863 | 8,798 | 1,584 | 12,420 | 2484 | 7,763 | 1,319 | 7,245 | 1,159
16 | 0.28 | 10350 | 2,070 | 9,315 | 1,863 | 8,798 | 1,584 | 12,420 | 2484 | 7,763 | 1,319 | 7,245 | 1,159
20 0.28 | 10,350 | 2,070 | 9,315 | 1,863 | 8,798 | 1,584 | 12,420 | 2,484 | 7,763 | 1,319 | 7,245 | 1,159
P a 25 016 | 9315 | 1,677 | 8384 | 1,509 | 7918 | 1,283 | 11,178 | 2,012 | 6,987 | 1,069 | 6,521 939
30 | 0.16 | 9315 | 1,677 | 8384 | 1509 | 7918 | 1283 | 11,178 | 2,012 | 6,987 | 1,069 | 6,521 939
35 0.1 9315 | 1,677 | 8384 | 1509 | 7918 | 1,283 | 11,178 | 2,012 | 6,987 | 1,069 | 6,521 939
40 0.1 9,315 | 1,677 | 8384 | 1509 | 7918 | 1,283 | 11,178 | 2,012 | 6,987 | 1,069 | 6,521 939
45 0.08 | 8280 | 1,408 | 7,452 | 1,267 | 7,038 | 1,076 | 9936 | 1,689 | 6,210 897 5,796 788
50 0.07 | 8,280 | 1,408 | 7452 | 1,267 | 7,038 | 1,076 | 9936 | 1,689 | 6,210 897 5,796 788
20 035 | 8100 | 1,944 | 7,290 | 1,750 | 6,885 | 1,377 | 9,720 | 2,333 | 6,075 | 1,215 | 5670 | 1,021
25 0.35 | 8,100 1,944 | 7,290 1,750 6,885 1,377 9,720 2,333 6,075 1,215 5,670 1,021
23 ° 30 0.2 7,290 | 1,750 | 6,561 1,575 | 6,197 | 1,239 | 8,748 | 2,100 | 5468 | 1,094 | 5103 919
40 0.2 7,290 | 1,575 | 6,561 1,418 | 6197 | 1,115 | 8,748 | 1,890 | 5,468 985 5,103 827

[;¥3=] i52%P378., [Note] Please refer to P.378
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Recommended cutting datas to high accuracy machining

SPM200-BN2

INMZRINT27IEKK375%7]

2 Flute, Extended Neck-Ballnose Endmill

Y £&87 Continue

Twant
Workpiece Materials Lo A A PHE#EK
BN, A2 =i, THN A 5 5
Cz)a(rbonDSteeIs, DAHOY Steels, P/I-%Eee{?:fge ﬁa(foﬁa I(:e]rﬁ Hardﬁbgjﬂsmels Hardfn?jmsteels
Allayjstees lloglteels T e (45~ 55HRC) (55~ 65HRC)
(180~ 250HB) (25~35HRC) OIS L ASHRO) PP y
TIEIRE (ap) ELHIZEL
Ratio to standard depth of 1.00 0.90 0.80 1.20 0.65 0.60
cut(ap)
4 B
spwiz | T | Under E | HAEE | RE | HORE | RE | MOEE | SE | SAEE| SE SR | R | o
R(an1:) Dia. | Neck ap n. VE n. V. n. V- n. VE n. Vi n. Vi
Length r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
(mm) (mm)
12 0.6 8,100 | 2,268 | 7,290 | 2,041 6,885 | 1,701 9,720 | 2,722 | 6,075 | 1,383 | 5670 | 1,134
3 6 20 0.5 7,650 1,989 6,885 1,790 6,503 1,492 9,180 2,387 5,738 1,213 5,355 995
30 042 | 7,200 | 1,728 | 6,480 | 1,555 | 6,120 | 1,224 | 8,640 | 2,074 | 5400 | 1,080 | 5,040 907
50 0.15 | 6,480 | 1,400 | 5832 | 1,260 | 5,508 992 7,776 | 1,679 | 4,860 875 4,536 734
(=]

TNFARRIER, apisiz ERUTHIRELCAIRSUHITEEE, W: ZHEN (45 ~55HRC) , apFE*0.5,
2 TANESRE EEN TSR ZEMB-REDRIN, IRREM AEATIRRERLIBIRELS, AEBEEIZERI80%,
3.aeiRE Iap xIHIELE = 3-5(8, HTHEINIA, ERAECREENRSR.
ABEETHE. TR, ERGERNSER, EFSLEKS.
SSERRINTH, BERINTIAAR. BR. ERIRSER, SHIBISGHTEE.
G INFHRESRIETRPFIFIEE, NFHAIRE R SRR — IR,
[Note]
1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened steels (45 ~ 55HRC),
ap*0.5.
2. When performing cutting where cutting chips may cause clogging, such as for rib cutting, blind grooves, etc., cutting depth setting should be
set by multiplying a cutting depth factor to calculate the cutting depth amount, and this amount should then be reduced to 80% of the calculated
value.
3. Adjust by setting ae to (3 to 5)x(ap)x(cutting depth ratio). When performing finishing processing, calculate the theoretical cusp height and set
accordingly.
4. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
5. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
6. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Guidelines to Icons

LGN iER (7N i8R [7aN iER
Mark Description Mark Description Mark Description
SSank | 1SO FRAENEER . SNSRI, kX
hs ISO Standard Shank EE’Q n Twist Drills Steels
ESid)
Drills BRFEEL
R — < T
ﬁ’fllji o | 1SO FREEER Type H Twist Drills with M Stainless Steels
Sh/amk h6 ISO Standard Shank Inner Cooling
FLREELER
DING535 HA EHEESH kg m icﬁ%t o
w24 | DIN6535 HA Straight E The Maximum ;ﬁ astiro
Shank iling i i EExHR
Depth of Drilling is h
3D W’\zrlzplgcle m Non-ferrous
BB ateria )
JYRY | ACER EAREREER Materials
’ st BEAS. KA
o E The Maximum Heat- resistant
ACISIN AICISINIRE Depth of Drilling is Super Alloys,
AICrSiN Coating 5D Titanium Alloys
£47, HFLREELER
AN E o= fo8fE EREE R
TiAIN T!AIN’#‘E . ”.kf.g The Maximum High Hardened
TiAIN Coating Drilling I :
Depth of Drilling is Materials
Depth 8D
AN | ATINGERIRE SRR NHELER
nano Nano Coating AITiN B912(%
@ The Maximum
= AICHN/ AICIN/TISINZE Depth of Drilling is
Coating | WIS Nano Coating AITiN 12D\ .
SRFLRBEESLER
| ATINTISINGSK SR H915f
4 Nano Coating The Maximum
TiSiN AITiN/TiSiN Depth of Drilling is
15D
o | TIAICrSIN

TiAICrSiN Coating

HESNERE
Normal Diamond
Coating

U-DIA

BHEESNERE
Ultra Fine Grain
Diamond Coating
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Application Summary of Solid Carbide Drills

PIASEFLINT ANSERFLINT FiEh

. m External FLinT
7f2|f§=gﬁ SR Inner Coolant Drilling Coolant Drilling | Dry Drilling

Material MC GESAC
Group

3*D 5*D 8*D 12*D 15*D 3*D 5*D 3*D

wiN, SN
( < 35HRQ)
Carbon Steel,
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Series Introduction

GHDE B AT 3 i Lk

5’ GHD High Efficifent Indexable Drills

_ - L - CUSATIMIT], LT
. v Four cutting edges, better economy.

Y. > s - ERATMITIE, SRR,

'., Fist shaped cutting edge design with patent protection.
- RANIREER, B8, ERSE;

H ﬂ Both the central and the outside inserts are the same,

convenient for management.
- BESMMEINT, BRAKLET.

Fitting for various materials.

EIBNFLINTAT W E5R—D938E 7
Expert In Steel Drilling—D938 Series

- BTG, FHRRAENIEMEERIINTI (sHRC48) ;

Suitable for efficient drilling of Steel, Cast Iron and Stainless steel (<HRC48) .
- SRR, IR RIS,

New substrate material, toughness and wear resistance of perfect balance.

- RAMSHIRERLCERAITINEIERRE,

Using unique post-processing of coating and AlTiN-nano coating.

- URERURDER IR, BARFRHIBIERE. BB O RIS RE.
Optimize the groove profile and design of drill point, with good chip
evacuation performance, super self-centering performance and chip breaking
performance.
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TDERVER (BE)

Drills Index -Tool Series

Esis) RZF TIRES THRZRF E= &N
Type Application Insert Cutter Shape Profile

ZRANHTNRT. B

EMEYF. ERAE,
ﬁ?;gjﬂ%ﬂﬁﬂﬂg%
N SR T.,
Bk GHD e o shaped cutting
| ;d*:z?L%EI QPMG (2D-5D) - % | edge design achive
ndexable (P14-P51) ., good stability and
Drill P386 'f’l o S convenient for
g management,

suitable for drilling
different material.
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JNERFIER (KFRY)

Drills Index -Tool Series

=R ) | T || wM | s® | | Ry |Ruzm| T
Ttk TREHRINY S| e | BB | E | fat | am | owE | @ | B
Workpiece Description Angle Shank |Coating| Drilling | Coolant| Tool | Dimension |Dimension Par:rtr?eq(%rs
Material Type Depth | Type | Type Range Page Page
D938
3D SN% FFiEH — . - D938-
3D, Exté?naﬂ;*g;oiﬁng, Twist Drill 140 ﬁmy A3N D1-D20 402 416
Ry I — = . - D938-| p3.
3D, InngCooling, Twist Drill 140 A.ﬂ;.'y A3C D3-D20 404 416
5D SN FRIEEE  ° . j D938-
Wi 5D, Exté?naﬂ;*Cooiﬁng, Twist Drill 140 E n A5N D3-D20 406 416
Steels N -
oo 1™ - D938-| .
5D, InngCooling, Twist Drill 140 ﬁmy A5C D3-D20 408 416
8D S R e o i DI38-
8D, Inngcﬂéﬁoling, Twist Drill 140 A'\"Ia1;‘|y A8C D3-D16 410 416
12D W8 FR{EEL e e = e el ° . D938- ~
12D, Inné?CooIing, Twist Drill 135 12D H A12C D3-D12 412 416
15D PI& FAMEEL e e e e e o ; D938-
15D, Inné?CooIing, Twist Drill 135 15D H A15C D3-D12 414 416

© JEEIES Most Suitable O —fgiES Suitable
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Tt
Workpiece Material
1234 5 6 123 12 3 12 3 4 5 1 2 34
B, o PH 5% B, | man BSEEE. | & s
A CEAN = SEEOLA = | 2z N
SR | S | TP B LT | BEERS | gag \@AS SAMN ht |HAS WEN | WEN
Carbon =G m, Stainless Cast Iron, | .+ Wrought Cast | Copper [Composite| Resistant (Titanium| Hardened |Hardened
Steels, |Alloy Steels|and Ferrite/| ~ Steel | puctile | HighAlloy |  Aluminium |, ~oi 1 Alloys | Material | Super | Alloys | Steels Steels
Allor ,Tool Steels |Martensitic Cogi e CastIron  |[Alloys,Aluminium Alloys Alloys
Steels Stainless Alloys y
< 35HRC | 35-48HRC | < 35HRC < 35HRC [35-45HRC Si < 12% Si > 12% | < HB200 < HB450| < HB400|45-55HRC|55-60HRC
© © © O @)
© © © (@] O
© © © O O
© © © (@) (@)
© © © O O
© © © (@] O
© © © (@) O
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GESAC

GHD-2D

EFRERFLELR
Indexable Drill (Patented)

I - 3| B
B $EAELS IR Difmameen (i) TRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert

D14.0 GHD-140-2D-FC20-Q04A 14.0 20 25 50 46 30 96
®14.5 GHD-145-2D-FC20-Q04A 14.5 20 25 50 46 30 96
QPMG040204
®15.0 GHD-150-2D-FC20-Q04A 15.0 20 25 50 50 32 100
®15.5 GHD-155-2D-FC20-Q04A 15.5 20 25 50 50 32 100
®16.0 GHD-160-2D-FC20-Q05A 16.0 20 25 50 52 34 102
®16.5 GHD-165-2D-FC20-Q05A 16.5 20 25 50 52 34 102
®17.0 GHD-170-2D-FC25-Q05A 17.0 25 32 56 54 36 110
QPMG050204
®17.5 GHD-175-2D-FC25-Q05A 17.5 25 32 56 54 36 110
®18.0 GHD-180-2D-FC25-Q05A 18.0 25 32 56 59 39 115
®18.5 GHD-185-2D-FC25-Q05A 18.5 25 32 56 59 39 115
®19.0 GHD-190-2D-FC25-Q06A 19.0 25 32 56 61 41 117
®19.5 GHD-195-2D-FC25-Q06A 19.5 25 32 56 61 41 117
©20.0 GHD-200-2D-FC25-Q06A 20.0 25 32 56 63 43 119
©20.5 GHD-205-2D-FC25-Q06A 20.5 25 32 56 63 43 119
QPMG060204
©21.0 GHD-210-2D-FC25-QO06A 21.0 25 32 56 65 45 121
®21.5 GHD-215-2D-FC25-QO06A 21.5 25 32 56 65 45 121
®22.0 GHD-220-2D-FC25-Q06A 22.0 25 32 56 67 47 123
®22.5 GHD-225-2D-FC25-QO06A 22.5 25 32 56 67 47 123
®23.0 GHD-230-2D-FC25-Q07A 23.0 25 32 56 69 49 125
®23.5 GHD-235-2D-FC25-Q07A 23.5 25 32 56 69 49 125
®24.0 GHD-240-2D-FC25-Q07A 24.0 25 32 56 71 51 127
®24.5 GHD-245-2D-FC25-Q07A 24.5 25 32 56 71 51 127
®25.0 GHD-250-2D-FC25-Q07A 25.0 25 32 56 73 53 129 QPMGO07T306
®25.5 GHD-255-2D-FC32-Q07A 25.5 32 42 60 81 56 141
®26.0 GHD-260-2D-FC32-Q07A 26.0 32 42 60 81 56 141
®26.5 GHD-265-2D-FC32-Q07A 26.5 32 42 60 81 56 141
®27.0 GHD-270-2D-FC32-Q07A 27.0 32 42 60 83 58 143

EETHIZE w« pA0Q

Cutting Parameters

386
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GHD-2D

ERERFLEIR
Indexable Drill (Patented)

B HEATLS R IDEEar (i) TS
Dia. Drilling body D d d1 Ls L2 L1 L Insert
®27.5 GHD-275-2D-FC32-Q09A 27.5 32 42 60 83 58 143
®28.0 GHD-280-2D-FC32-Q09A 28.0 32 42 60 85 60 145
®28.5 GHD-285-2D-FC32-Q09A 28.5 32 42 60 85 60 145
®29.0 GHD-290-2D-FC32-Q09A 29.0 32 42 60 87 62 147
®29.5 GHD-295-2D-FC32-Q09A 29.5 32 42 60 87 62 147
®30.0 GHD-300-2D-FC32-Q09A 30.0 32 42 60 89 64 149
QPMG09T308
®30.5 GHD-305-2D-FC32-Q09%A 305 32 42 60 89 64 149
®31.0 GHD-310-2D-FC32-Q09A 31.0 32 42 60 91 66 151
®31.5 GHD-315-2D-FC32-Q09%A 31.5 32 42 60 91 66 151
®32.0 GHD-320-2D-FC32-Q09%A 320 32 42 60 93 68 153
®32.5 GHD-325-2D-FC32-Q09%A 325 32 48 60 93 68 153
®33.0 GHD-330-2D-FC40-Q09%A 33.0 40 48 70 99 71 169
®33.5 GHD-335-2D-FC40-Q11A 335 40 48 70 99 71 169
®34.0 GHD-340-2D-FC40-Q11A 34.0 40 48 70 101 73 171
®34.5 GHD-345-2D-FC40-Q11A 34.5 40 48 70 101 73 171
®35.0 GHD-350-2D-FC40-Q11A 35.0 40 48 70 103 75 173
®355 GHD-355-2D-FC40-Q11A 355 40 48 70 103 75 173
®36.0 GHD-360-2D-FC40-Q11A 36.0 40 48 70 105 77 175
®36.5 GHD-365-2D-FC40-Q11A 36.5 40 48 70 105 77 175
QPMG110408
®37.0 GHD-370-2D-FC40-Q11A 37.0 40 48 70 107 79 177
®37.5 GHD-375-2D-FC40-Q11A 375 40 48 70 107 79 177
®38.0 GHD-380-2D-FC40-Q11A 38.0 40 48 70 109 81 179
®38.5 GHD-385-2D-FC40-Q11A 385 40 48 70 109 81 179
®39.0 GHD-390-2D-FC40-Q11A 39.0 40 48 70 111 83 181
®39.5 GHD-395-2D-FC40-Q11A 395 40 48 70 111 83 181
®40.0 GHD-400-2D-FC40-Q11A 40.0 40 48 70 113 85 183

HEETHISE s pA00

Cutting Parameters
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GESAC

GHD-2D

ERRFLEUR
Indexable Drill (Patented)

- . ¥ of 3
BE SRS AR PUIESE (i) TRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert

®40.5 GHD-405-2D-FC40-Q13A 40.5 40 48 70 113 85 183
®41.0 GHD-410-2D-FC40-Q13A 41.0 40 48 70 118 88 188
®41.5 GHD-415-2D-FC40-Q13A 41.5 40 48 70 118 88 188
©42.0 GHD-420-2D-FC40-Q13A 42.0 40 48 70 120 90 190
42,5 GHD-425-2D-FC40-Q13A 42.5 40 48 70 120 90 190
QPMG130408
©43.0 GHD-430-2D-FC40-Q13A 43.0 40 48 70 122 92 192
43,5 GHD-435-2D-FC40-Q13A 43.5 40 48 70 122 92 192
©44.0 GHD-440-2D-FC40-Q13A 44.0 40 48 70 124 94 194
©44.5 GHD-445-2D-FC40-Q13A 44.5 40 48 70 124 94 194
©45.0 GHD-450-2D-FC40-Q13A 45.0 40 48 70 126 96 196
45,5 GHD-455-2D-FC40-Q15A 45.5 40 48 70 126 96 196
46.0 GHD-460-2D-FC40-Q15A 46.0 40 48 70 133 98 203
46.5 GHD-465-2D-FC40-Q15A 46.5 40 48 70 133 98 203
P47.0 GHD-470-2D-FC40-Q15A 47.0 40 48 70 135 100 205
®47.5 GHD-475-2D-FC40-Q15A 47.5 40 48 70 135 100 205
®48.0 GHD-480-2D-FC40-Q15A 48.0 40 48 70 137 102 207
QPMG150512
®48.5 GHD-485-2D-FC40-Q15A 485 40 48 70 137 102 207
®49.0 GHD-490-2D-FC40-Q15A 49.0 40 49 70 139 104 209
®49.5 GHD-495-2D-FC40-Q15A 495 40 49 70 139 104 209
®50.0 GHD-500-2D-FC40-Q15A 50.0 40 50 70 141 106 211
®50.5 GHD-505-2D-FC40-Q15A 50.5 40 50 70 141 106 211
®51.0 GHD-510-2D-FC40-Q15A 51.0 40 51 70 143 108 213

EETHIZE w« pA0Q

Cutting Parameters

388
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GHD-3D

ERERFLEIR
Indexable Drill (Patented)

B SRS R Plimens e () TIRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert
®14.0 | GHD-140-3D-FC20-Q04A 14.0 20 25 50 60 44 110
®145 | GHD-145-3D-FC20-Q04A 14.5 20 25 50 60 44 110
QPMG040204
®15.0 | GHD-150-3D-FC20-Q04A 15.0 20 25 50 65 47 115
®15.5 | GHD-155-3D-FC20-Q04A 15.5 20 25 50 65 47 115
®16.0 | GHD-160-3D-FC20-Q05A 16.0 20 25 50 68 50 118
®16.5 | GHD-165-3D-FC20-Q05A 16.5 20 25 50 68 50 118
®17.0 | GHD-170-3D-FC25-Q05A 17.0 25 32 56 71 53 127
QPMG050204
®17.5 | GHD-175-3D-FC25-Q05A 17.5 25 32 56 71 53 127
®18.0 | GHD-180-3D-FC25-Q05A 18.0 25 32 56 77 57 133
®18.5 | GHD-185-3D-FC25-Q05A 18.5 25 32 56 77 57 133
®19.0 | GHD-190-3D-FC25-Q06A 19.0 25 32 56 80 60 136
®19.5 | GHD-195-3D-FC25-Q06A 19.5 25 32 56 80 60 136
®20.0 | GHD-200-3D-FC25-QO6A 20.0 25 32 56 83 63 139
®20.5 | GHD-205-3D-FC25-Q06A 20.5 25 32 56 83 63 139
QPMG060204
®21.0 | GHD-210-3D-FC25-Q06A 21.0 25 32 56 86 66 142
®21.5 | GHD-215-3D-FC25-Q06A 215 25 32 56 86 66 142
®22.0 | GHD-220-3D-FC25-Q06A 22.0 25 32 56 89 69 145
®22.5 | GHD-225-3D-FC25-Q06A 22.5 25 32 56 89 69 145
®23.0 | GHD-230-3D-FC25-Q07A 23.0 25 32 56 92 72 148
®23.5 | GHD-235-3D-FC25-Q07A 23.5 25 32 56 92 72 148
®24.0 | GHD-240-3D-FC25-Q07A 24.0 25 32 56 95 75 151
®24.5 | GHD-245-3D-FC25-Q07A 24.5 25 32 56 95 75 151
®25.0 | GHD-250-3D-FC25-Q07A 25.0 25 32 56 98 78 154 QPMGO7T306
®©25.5 | GHD-255-3D-FC32-Q07A 25.5 32 42 60 107 82 167
®26.0 | GHD-260-3D-FC32-Q07A 26.0 32 42 60 107 82 167
©26.5 | GHD-265-3D-FC32-Q07A 26.5 32 42 60 107 82 167
®27.0 | GHD-270-3D-FC32-Q07A 27.0 32 42 60 110 85 170

HEETHISE s pA00

Cutting Parameters
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GESAC

GHD-3D

ERRFLEUR
Indexable Drill (Patented)

. < I o %
B2 HEATLS R PimeEen i) TRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert

®27.5 GHD-275-3D-FC32-Q09A 27.5 32 42 60 110 85 170
©28.0 GHD-280-3D-FC32-Q09A 28.0 32 42 60 113 88 173
285 GHD-285-3D-FC32-Q09A 28.5 32 42 60 113 88 173
©29.0 GHD-290-3D-FC32-Q09A 29.0 32 42 60 116 91 176
®29.5 GHD-295-3D-FC32-Q09A 29.5 32 42 60 116 91 176
®30.0 GHD-300-3D-FC32-Q09A 30.0 32 42 60 119 94 179
QPMG09T308
®30.5 GHD-305-3D-FC32-Q09A 30.5 32 42 60 119 94 179

»31.0 GHD-310-3D-FC32-Q09A 31.0 32 42 60 122 97 182

®315 GHD-315-3D-FC32-Q09A 31.5 32 42 60 124 97 182

©32.0 GHD-320-3D-FC32-Q09A 32.0 32 42 60 125 100 185

®32.5 GHD-325-3D-FC32-Q09A 325 32 42 60 125 100 185
©33.0 GHD-330-3D-FC32-Q09A 33.0 32 42 60 128 103 188
®335 GHD-335-3D-FC40-Q11A 335 40 48 70 135 107 205
©34.0 GHD-340-3D-FC40-Q11A 34.0 40 48 70 135 107 205
®34.5 GHD-345-3D-FC40-Q11A 345 40 48 70 135 107 205
©35.0 GHD-350-3D-FC40-Q11A 35.0 40 48 70 138 110 208
®35.5 GHD-355-3D-FC40-Q11A 35.5 40 48 70 138 110 208
©36.0 GHD-360-3D-FC40-Q11A 36.0 40 48 70 141 113 211
©36.5 GHD-365-3D-FC40-Q11A 36.5 40 48 70 141 113 211
QPMG110408
©37.0 GHD-370-3D-FC40-Q11A 37.0 40 48 70 144 116 214
®37.5 GHD-375-3D-FC40-Q11A 37.5 40 48 70 144 116 214
©38.0 GHD-380-3D-FC40-Q11A 38.0 40 48 70 147 119 217
®38.5 GHD-385-3D-FC40-Q11A 38.5 40 48 70 147 119 217
©39.0 GHD-390-3D-FC40-Q11A 39.0 40 48 70 150 122 220
©39.5 GHD-395-3D-FC40-Q11A 39.5 40 48 70 150 122 220
©40.0 GHD-400-3D-FC40-Q11A 40.0 40 48 70 153 125 223

EETHIZE w« pA0Q

Cutting Parameters

390



GESAC Mould Industry | #&E

GHD-3D

ERERFLESIR
Indexable Drill (Patented)

B2 SIS R IDIEEam (i) TIRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert
®40.5 GHD-405-3D-FC40-Q13A 40.5 40 48 70 153 125 223
®41.0 GHD-410-3D-FC40-Q13A 41.0 40 48 70 159 129 229
®41.5 GHD-415-3D-FC40-Q13A 41.5 40 48 70 159 129 229
®42.0 GHD-420-3D-FC40-Q13A 42.0 40 48 70 162 132 232
®42.5 GHD-425-3D-FC40-Q13A 42.5 40 48 70 162 132 232
QPMG130408
®43.0 GHD-430-3D-FC40-Q13A 43.0 40 48 70 165 135 235
®43.5 GHD-435-3D-FC40-Q13A 43.5 40 48 70 165 135 235
®44.0 GHD-440-3D-FC40-Q13A 44.0 40 48 70 168 138 238
®44.5 GHD-445-3D-FC40-Q13A 44.5 40 48 70 168 138 238
®45.0 GHD-450-3D-FC40-Q13A 45.0 40 48 70 171 141 241
®45.5 GHD-455-3D-FC40-Q15A 45.5 40 48 70 171 141 241
®46.0 GHD-460-3D-FC40-Q15A 46.0 40 48 70 179 144 249
®46.5 GHD-465-3D-FC40-Q15A 46.5 40 48 70 179 144 249
®47.0 GHD-470-3D-FC40-Q15A 47.0 40 48 70 182 147 252
®47.5 GHD-475-3D-FC40-Q15A 47.5 40 48 70 182 147 252
®48.0 GHD-480-3D-FC40-Q15A 48.0 40 48 70 185 150 255
QPMG150512
®48.5 GHD-485-3D-FC40-Q15A 48.5 40 48 70 185 150 255
®49.0 GHD-490-3D-FC40-Q15A 49.0 40 49 70 188 153 258
®49.5 GHD-495-3D-FC40-Q15A 49.5 40 49 70 188 153 258
®50.0 GHD-500-3D-FC40-Q15A 50.0 40 50 70 191 156 261
®50.5 GHD-505-3D-FC40-Q15A 50.5 40 50 70 191 156 261
®51.0 GHD-510-3D-FC40-Q15A 51.0 40 51 70 194 159 264

HEETHISE s pA00

Cutting Parameters
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GESAC

GHD-4D

ERERFLESIR
Indexable Drill (Patented)

. . ¥ 3o 3
B RS AR PR (i) TIRES
Dia. Drilling body D d d1 Is 12 L1 L Insert

®140 | GHD-140-4D-FC20-Q04A | 140 | 20 25 50 74 58 | 124

®145 | GHD-145-4D-FC20-Q04A | 145 | 20 25 50 74 58 | 124

QPMG040204
®150 | GHD-150-4D-FC20-Q04A | 150 | 20 25 50 80 62 | 130
®155 | GHD-155-4D-FC20-Q04A | 155 | 20 25 50 80 62 | 130
®160 | GHD-160-4D-FC20-Q05A | 160 | 20 25 50 84 66 | 134
®165 | GHD-165-4D-FC20-Q05A | 165 | 20 25 50 84 66 | 134
®17.0 | GHD-170-4D-FC25-Q05A | 17.0 | 25 32 56 88 70 | 144
QPMG050204
®17.5 | GHD-175-4D-FC25-Q05A | 17.5 | 25 32 56 88 70 | 144
®180 | GHD-180-4D-FC25-Q05A | 180 | 25 32 56 95 75 151
®185 | GHD-185-4D-FC25-Q05A | 185 | 25 32 56 95 75 151
®19.0 | GHD-190-4D-FC25-Q06A | 19.0 | 25 32 56 99 79 | 155

®195 | GHD-195-4D-FC25-Q06A | 19.5 | 25 32 56 99 79 155

®20.0 | GHD-200-4D-FC25-Q06A | 200 | 25 32 56 | 103 | 83 159

®205 | GHD-205-4D-FC25-Q06A | 20.5 | 25 32 56 | 103 | 83 159

QPMG060204

®21.0 | GHD-210-4D-FC25-Q06A | 210 | 25 32 56 | 107 | 87 163

®21.5 | GHD-215-4D-FC25-Q06A | 21.5 | 25 32 56 | 107 | 87 163

®220 | GHD-220-4D-FC25-Q06A | 220 | 25 32 56 | 111 91 167

®225 | GHD-225-4D-FC25-Q06A | 225 | 25 32 56 | 111 91 167

®230 | GHD-230-4D-FC25-Q07A | 230 | 25 32 56 | 115 | 95 171

®235 | GHD-235-4D-FC25-Q07A | 235 | 25 32 56 | 115 | 95 171

®240 | GHD-240-4D-FC25-Q07A | 240 | 25 32 56 | 119 | 99 175

®245 | GHD-245-4D-FC25-Q07A | 245 | 25 32 56 | 119 | 99 175

®250 | GHD-250-4D-FC25-Q07A | 250 | 25 32 56 | 123 | 103 | 179 | QPMGO7T306

®255 | GHD-255-4D-FC32-Q07A | 255 | 32 42 60 | 133 | 108 | 193

®26.0 | GHD-260-4D-FC32-Q07A | 260 | 32 42 60 | 133 | 108 | 193

®265 | GHD-265-4D-FC32-Q07TA | 265 | 32 42 60 | 133 | 108 | 193

®27.0 | GHD-270-4D-FC32-Q07A | 27.0 | 32 42 60 | 137 | 112 | 197

EETHIZE w« pA0Q

Cutting Parameters
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GHD-4D

ERERFLESIR
Indexable Drill (Patented)

B HEATLS R IDEEar (i) TIRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert
®27.5 GHD-275-4D-FC32-Q09A 27.5 32 42 60 137 112 197
©28.0 GHD-280-4D-FC32-Q09A 28.0 32 42 60 141 116 201
285 GHD-285-4D-FC32-Q09A 28.5 32 42 60 141 116 201
©29.0 GHD-290-4D-FC32-Q09A 29.0 32 42 60 145 120 205
©29.5 GHD-295-4D-FC32-Q09A 29.5 32 42 60 145 120 205
®30.0 GHD-300-4D-FC32-Q09A 30.0 32 42 60 149 124 209
QPMG09T308
®30.5 GHD-305-4D-FC32-Q09%A 305 32 42 60 149 124 209
®31.0 GHD-310-4D-FC32-Q09A 31.0 32 42 60 153 128 213
®31.5 GHD-315-4D-FC32-Q09%A 31.5 32 42 60 153 128 213
®32.0 GHD-320-4D-FC32-Q09%A 320 32 42 60 157 132 217
®32.5 GHD-325-4D-FC32-Q09%A 325 32 42 60 157 132 217
®33.0 GHD-330-4D-FC40-Q09%A 33.0 40 48 70 165 137 235
®33.5 GHD-335-4D-FC40-Q11A 335 40 48 70 165 137 235
®34.0 GHD-340-4D-FC40-Q11A 34.0 40 48 70 169 141 239
®34.5 GHD-345-4D-FC40-Q11A 34.5 40 48 70 169 141 239
®35.0 GHD-350-4D-FC40-Q11A 35.0 40 48 70 173 145 243
®35.5 GHD-355-4D-FC40-Q11A 355 40 48 70 173 145 243
®36.0 GHD-360-4D-FC40-Q11A 36.0 40 48 70 177 149 247
®36.5 GHD-365-4D-FC40-Q11A 36.5 40 48 70 177 149 247
QPMG110408
®37.0 GHD-370-4D-FC40-Q11A 37.0 40 48 70 181 153 251
®37.5 GHD-375-4D-FC40-Q11A 375 40 48 70 181 153 251
®38.0 GHD-380-4D-FC40-Q11A 38.0 40 48 70 185 157 255
®385 GHD-385-4D-FC40-Q11A 385 40 48 70 185 157 255
®39.0 GHD-390-4D-FC40-Q11A 39.0 40 48 70 189 161 259
®39.5 GHD-395-4D-FC40-Q11A 395 40 48 70 189 161 259
®40.0 GHD-400-4D-FC40-Q11A 40.0 40 48 70 193 165 263

HEETHISE s pA00
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ERERFLESIR
Indexable Drill (Patented)

B SRS RS P (i) TIRRS
Dia. Drilling body D d d1 Ls L2 L1 L Insert
©40.5 GHD-405-4D-FC40-Q13A 405 40 48 70 193 165 263
©41.0 GHD-410-4D-FC40-Q13A 41.0 40 48 70 200 170 270
©41.5 GHD-415-4D-FC40-Q13A 415 40 48 70 200 170 270
©42.0 GHD-420-4D-FC40-Q13A 42,0 40 48 70 204 174 274
®42.5 GHD-425-4D-FC40-Q13A 425 40 48 70 204 174 274
QPMG130408
©43.0 GHD-430-4D-FC40-Q13A 430 40 48 70 208 178 278
435 GHD-435-4D-FC40-Q13A 435 40 48 70 208 178 278
©44.0 GHD-440-4D-FC40-Q13A 44.0 40 48 70 212 182 282
©44.5 GHD-445-4D-FC40-Q13A 44.5 40 48 70 212 182 282
©45.0 GHD-450-4D-FC40-Q13A 45.0 40 48 70 216 186 286
©45.5 GHD-455-4D-FC40-Q15A 455 40 48 70 216 186 286
46.0 GHD-460-4D-FC40-Q15A 46.0 40 48 70 225 190 295
46.5 GHD-465-4D-FC40-Q15A 46.5 40 48 70 225 190 295
©47.0 GHD-470-4D-FC40-Q15A 47.0 40 48 70 229 194 299
©47.5 GHD-475-4D-FC40-Q15A 475 40 48 70 229 194 299
©48.0 GHD-480-4D-FC40-Q15A 48.0 40 48 70 233 198 303
QPMG150512
©48.5 GHD-485-4D-FC40-Q15A 485 40 48 70 233 198 303
©49.0 GHD-490-4D-FC40-Q15A 49.0 40 49 70 237 202 307
©49.5 GHD-495-4D-FC40-Q15A 495 40 49 70 237 202 307
©50.0 GHD-500-4D-FC40-Q15A 50.0 40 50 70 241 206 311
®50.5 GHD-505-4D-FC40-Q15A 50.5 40 50 70 241 206 311
®51.0 GHD-510-4D-FC40-Q15A 51.0 40 51 70 245 210 315

EETHIZE w« pA0Q
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ERERFLESIR
Indexable Drill (Patented)

B HEATLS R IDEERar (i) TIRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert
®14.0 GHD-140-5D-FC20-Q04A 14.0 20 25 50 88 72 138
®14.5 GHD-145-5D-FC20-Q04A 14.5 20 25 50 88 72 138
QPMG040204
®15.0 GHD-150-5D-FC20-Q04A 15.0 20 25 50 95 77 145
®15.5 GHD-155-5D-FC25-Q04A 15.5 25 32 56 98 77 154
®16.0 GHD-160-5D-FC25-Q05A 16.0 25 32 56 103 82 159
®16.5 GHD-165-5D-FC25-Q05A 16.5 25 32 56 103 82 159
®17.0 GHD-170-5D-FC25-Q05A 17.0 25 32 56 108 87 164
QPMG050204
®17.5 GHD-175-5D-FC25-Q05A 17.5 25 32 56 108 87 164
®18.0 GHD-180-5D-FC25-Q05A 18.0 25 32 56 113 93 169
®18.5 GHD-185-5D-FC25-Q05A 18.5 25 32 56 113 93 169
®19.0 GHD-190-5D-FC25-Q06A 19.0 25 32 56 118 98 174
®19.5 GHD-195-5D-FC25-Q06A 19.5 25 32 56 118 98 174
®20.0 GHD-200-5D-FC25-Q06A 20.0 25 32 56 123 103 179
®20.5 GHD-205-5D-FC25-Q06A 20.5 25 32 56 123 103 179
QPMG060204
®21.0 GHD-210-5D-FC25-Q06A 21.0 25 32 56 128 108 184
®21.5 GHD-215-5D-FC25-Q06A 21.5 25 32 56 128 108 184
®22.0 GHD-220-5D-FC25-Q06A 22.0 25 32 56 133 113 189
®22.5 GHD-225-5D-FC25-Q06A 22.5 25 32 56 133 113 189
®23.0 GHD-230-5D-FC32-Q07A 23.0 32 42 56 138 118 194
®23.5 GHD-235-5D-FC32-Q07A 235 32 42 56 138 118 194
®24.0 GHD-240-5D-FC32-Q07A 24.0 32 42 56 143 123 199
®24.5 GHD-245-5D-FC32-Q07A 24.5 32 42 56 143 123 199
®25.0 GHD-250-5D-FC32-Q07A 25.0 32 42 56 148 128 204 QPMGO07T306
®25.5 GHD-255-5D-FC32-Q07A 25.5 32 42 56 148 128 204
©26.0 GHD-260-5D-FC32-Q07A 26.0 32 42 60 159 134 219
®26.5 GHD-265-5D-FC32-Q07A 26.5 32 42 60 159 134 219
®27.0 GHD-270-5D-FC32-Q07A 27.0 32 42 60 164 139 224
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ERERFLESIR
Indexable Drill (Patented)

. - T o =
B HEATLS R IDITEIEen () TRES
Dia. Drilling body D d d1 Ls L2 L1 L Insert

®27.5 GHD-275-5D-FC32-Q09A 27.5 32 42 60 169 144 229
®28.0 GHD-280-5D-FC32-Q09A 28.0 32 42 60 169 144 229
®28.5 GHD-285-5D-FC32-Q09A 28.5 32 42 60 169 144 229
®29.0 GHD-290-5D-FC32-Q09A 29.0 32 42 60 174 149 234
®29.5 GHD-295-5D-FC32-Q09A 29.5 32 42 60 174 149 234
®30.0 GHD-300-5D-FC32-Q09A 30.0 32 42 60 179 154 239
QPMGO09T308
®30.5 GHD-305-5D-FC32-Q09A 30.5 32 42 60 179 154 239
®31.0 GHD-310-5D-FC32-Q09A 31.0 32 42 60 184 159 244
®31.5 GHD-315-5D-FC32-Q09A 315 32 42 60 184 159 244
®32.0 GHD-320-5D-FC32-Q09A 32.0 32 42 60 189 164 249
®32.5 GHD-325-5D-FC40-Q09A 325 40 48 60 194 169 254
®33.0 GHD-330-5D-FC40-Q09A 33.0 40 48 60 194 169 254
®33.5 GHD-335-5D-FC40-Q11A 335 40 48 70 203 175 273
®34.0 GHD-340-5D-FC40-Q11A 34.0 40 48 70 203 175 273
@345 GHD-345-5D-FC40-Q11A 345 40 48 70 203 175 273
®35.0 GHD-350-5D-FC40-Q11A 35.0 40 48 70 208 180 278
@355 GHD-355-5D-FC40-Q11A 355 40 48 70 208 180 278
®36.0 GHD-360-5D-FC40-Q11A 36.0 40 48 70 213 185 283
®36.5 GHD-365-5D-FC40-Q11A 36.5 40 48 70 213 185 283
QPMG110408
®37.0 GHD-370-5D-FC40-Q11A 37.0 40 48 70 218 190 288
®37.5 GHD-375-5D-FC40-Q11A 375 40 48 70 218 190 288
®38.0 GHD-380-5D-FC40-Q11A 38.0 40 48 70 223 195 293
®38.5 GHD-385-5D-FC40-Q11A 385 40 48 70 223 195 293
®39.0 GHD-390-5D-FC40-Q11A 39.0 40 48 70 228 200 298
®39.5 GHD-395-5D-FC40-Q11A 395 40 48 70 228 200 298
®40.0 GHD-400-5D-FC40-Q11A 40.0 40 48 70 233 205 303

EETHIZE w« pA0Q
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ERERFLESIR
Indexable Drill (Patented)

s " v s B
B HEATELS R DlrErieon (i) TIRRS
Dia. Drilling body D d d1 Ls L2 L1 L Insert

®40.5 GHD-405-5D-FC40-Q13A 40.5 40 48 70 241 211 311
®41.0 GHD-410-5D-FC40-Q13A 41.0 40 48 70 241 211 311
®41.5 GHD-415-5D-FC40-Q13A 41.5 40 48 70 241 211 311
®42.0 GHD-420-5D-FC40-Q13A 42.0 40 48 70 246 216 316
®42.5 GHD-425-5D-FC40-Q13A 42.5 40 48 70 246 216 316
QPMG130408
®43.0 GHD-430-5D-FC40-Q13A 43.0 40 48 70 251 221 321
®43.5 GHD-435-5D-FC40-Q13A 43.5 40 48 70 251 221 321
®44.0 GHD-440-5D-FC40-Q13A 44.0 40 48 70 256 226 326
®44.5 GHD-445-5D-FC40-Q13A 44.5 40 48 70 256 226 326
®45.0 GHD-450-5D-FC40-Q13A 45.0 40 48 70 261 231 331
®45.5 GHD-455-5D-FC40-Q15A 455 40 48 70 261 231 331
©46.0 GHD-460-5D-FC40-Q15A 46.0 40 48 70 271 236 341
D46.5 GHD-465-5D-FC40-Q15A 46.5 40 48 70 271 236 341
P47.0 GHD-470-5D-FC40-Q15A 47.0 40 48 70 276 241 346
D47.5 GHD-475-5D-FC40-Q15A 47.5 40 48 70 276 241 346
48.0 GHD-480-5D-FC40-Q15A 48.0 40 48 70 281 246 351
QPMG150512
D48.5 GHD-485-5D-FC40-Q15A 48.5 40 48 70 281 246 351

©49.0 GHD-490-5D-FC40-Q15A 49.0 40 49 70 286 251 356

D49.5 GHD-495-5D-FC40-Q15A 495 40 49 70 286 251 356

®50.0 GHD-500-5D-FC40-Q15A 50.0 40 50 70 291 256 361

®50.5 GHD-505-5D-FC40-Q15A 50.5 40 50 70 291 256 361

®51.0 GHD-510-5D-FC40-Q15A 51.0 40 51 70 296 261 366

HEETHISE s pA00
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ERRFLERHITI

Indexable Drill Insert (Patented)

BS jes seiiimensi el HILER =
Type Grade IC t r d1 Dia. of Drill Stock
QPMG040204-DP GA4230 47 2.3 0.4 2.2 ®14.0 ~ ®15.9 [ )
QPMG050204-DP GA4230 5.7 2.5 0.4 2.6 ®16.0 ~ ©18.9 ()
QPMG060204-DP GA4230 6.5 2.5 0.4 2.6 ®19.0 ~ ©22.5 [ )
QPMGO07T306-DP GA4230 7.94 3.2 0.6 2.85 ®22.6 ~ ©27.0 ®
QPMG09T308-DP GA4230 9.7 3.5 0.8 3.5 ®27.1 ~ ©33.0 [ )
QPMG110408-DP GA4230 11.5 4.76 0.8 44 ®33.1 ~ ®40.0 [ )
QPMG130408-DP GA4230 13.2 4.76 0.8 44 ®40.1 ~ ®45.0 [ )
QPMG150512-DP GA4230 15.2 5.2 1.2 55 ®45.1 ~ ®51.0 [
oiEFETF Stock oFEFRAE Available upon Order
TIRECHFIZR
Drill Body Parts
TIpme 1257 Screw : IRF Wrench : IS8 N
Insert Type BS Es BS RS Torque
Type Ordering Code Type Ordering Code
QPMG040204 SI60M2*4.3 PSI60M020050-02704K T06 PTTO6PK 0.6
QPMG050204 SI60M2.2*5 PSI60M022055-03107K T07 PTTO7PK 0.8
QPMG060204 SI60M2.2*5 PSI60M022055-03107K TO7 PTTO7PK 0.8
QPMGO07T306 SI60M2.5%6.5 PSI60M025070-03509K TO7 PTTO8PK 0.8
QPMG09T308 SI60M3*7.2 PSI60M030080-04210K T09 PTTO9PK 1.2
QPMG110408 SI60M4+*9 PSI60M025070-03509K T15 PTT15PK 2.0
QPMG130408 SI60M4+*9 PSI60M030080-04210K T15 PTT15PK 2.0
QPMG150512 SI60M5*14 PSI60M050110-07212K T20 PTT20PK 2.5

HEETHISE % pA00

Cutting Parameters
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BREELEITI A
General Drill Insert
r
r
,%, =
S/ i
1C t
Bg fs R ieEtion () HILER 7
Type Grade IC t r d1 Dia. of Drill Stock
SPMG050204-DM GA4230 5 2.38 04 22 ®13.0 ~ ©15.0 °
SPMG060204-DM GA4230 6 2.38 0.4 26 ®15.5 ~ ®21.5 °
SPMGO07T308-DM GA4230 7.94 3.97 0.8 2.8 ®22.0 ~ ®27.5 °
SPMG090408-DM GA4230 9.8 43 0.8 423 ®28.0 ~ ©33.0 °
SPMG110408-DM GA4230 11.5 476 0.8 44 ®33.0 ~ ©41.0 °
SPMG140512-DM GA4230 14.3 5.2 1.2 5.75 ©42.0 ~ ©50.0 °
ot ERETE Stock oZEFHRE Available upon Order
BREEHIT A
General Drill Insert
Lo
t
BS hes S e (i) HHILER etz
Type Grade IC t r d1 Dia. of Drill Stock
WCMT030208-DU GA4230 5.56 2.38 0.8 2.8 ®15.0 ~ ©20.5 °
WCMT040208-DU GA4230 6.35 2.38 0.8 2.9 ®21.0 ~ ©24.5 °
WCMT050308-DU GA4230 7.94 3.18 0.8 34 ©25.0 ~ $30.0 °
WCMT06T308-DU GA4230 9.52 3.97 0.8 3.8 ©30.5 ~ ©39.5 °
WCMT080412-DU GA4230 12.7 476 1.2 44 ©40.0 ~ ©60.0 °

HEETHISE s pA00

Cutting Parameters
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HEFTIHIZEL

Recommended Cutting Data

L% FLES
Indexable Drill
Ak LTIHIEES Ve e (mm/rev) * SEFAER*
WI1tM*4 ﬁi—te%{a% Re?friﬁ%ndced Feed (mm/rev) *Refer to Diameter Range *
Ncl)z;tgrlizclse Hardness | Cutting Speed
(HB) (m/min) | @140-225 | ©230-270 | ©27.5-330 | ©335-51.0
o | so-170 | (240 0.04-0.06 0.04-0.06 0.04-0.08 0.04-0.08
High Fm | 1mo-2s0 | 8D 004010 0.04-0.12 0.06-0.16 0.08-0.18
AN
n Loéiﬂo%i?teel 140-260 | 189 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18
=
Higfﬂfﬂteel 180-300 | 10 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18
N 180-300 | 00 0.05-0.08 0.06-0.12 0.08-0.14 0.08-0.16
PREIK / DERIK
(Fﬁiﬁfo 150-270 | 8 | 004010 0.06-0.12 0.06-0.14 0.06-0.16
M Stainless Steel
5
P 150-270 | {789 0.04-0.10 0.06-0.12 0.06-0.14 0.06-0.16
Forg?fﬁéf?won 150-230 | ,{189) 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.20
m . g'gj’fﬁ on | 150-230 | 200 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.20
Noq RmmR | 1e0-260 | 080 0.04-0.12 0.06-0.16 0.08-0.18 0.08-0.20
W/ 9 50)
MAESE 130 - 400 5% 0.04-0.06 0.04-0.08 0.04-0.10 0.06-0.12
(Ni+/Fe+/Co+)HRSA
+ LA
n %i:)ﬂﬂfﬁ;‘ﬁ 130 - 400 A 0.04-0.08 0.04-0.10 0.06-0.12 0.08-0.11
Ny
arc B el 400 - o) 0.04-0.08 0.04-0.10 0.06-0.12 0.08-0.14

400
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GESAC

L4

D938-A3N

NN T 3DINS FRIEE,
3D External Cooling Twist Drills For Steel

@|7%,7,,

Tmax=Lc-1.5xD

Lc

L

S0FT
D

Tmax-sAHEFELRRecommended Maximum Depth

=GO
i

RCIHBBIES%EP3800T See page 380 for guidelines to icons

e BB R
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'lr'TI;lread
D938-A3N-0300 3.00 20 36 62 6
D938-A3N-0330 3.30 20 36 62 6 M4
D938-A3N-0400 4.00 24 36 66 6
D938-A3N-0420 4.20 24 36 66 6 M5
D938-A3N-0500 5.00 28 36 66 6 M6
D938-A3N-0600 6.00 28 36 66 6
D938-A3N-0680 6.80 34 36 79 8 M8
D938-A3N-0700 7.00 34 36 79 8 M8x 1
D938-A3N-0800 8.00 41 36 79 8
D938-A3N-0850 8.50 47 40 89 10 M10
D938-A3N-0900 9.00 47 40 89 10 M10x1
D938-A3N-1000 10.00 47 40 89 10
D938-A3N-1030 10.30 55 45 102 12 M12
D938-A3N-1050 10.50 55 45 102 12 M12x1.5
RI5EE
Nominal Sige Range D7) D(h7) d(ho)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfi7unit(mm)
T4+ Workpiece Material
1234 5 67 123 12 3
" PHSEEM/SERAAE IREEEk. BREBEEEL
ﬁff'%s ﬁ%ﬂz‘ ( 48@%%5_[:) §4( < 48HRC) S (<32HRC) BA S (35-45HRC)
PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
Carbon Steel,Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRC) Steel(48HRCLAT) Steel( < 48HRC) Iron( < 32HRC)
© © O O O O

OFI&ES Most Suitable

HETHISS % pA16

Cutting Parameters
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Mould Industry

| &RE

D938-A3N

@I T3DINS RREEh
3D External Cooling Twist Drills For Steel

-alf%,i,,

L4

Tmax=Lc-1.5xD

Lc

L

o7t
-D_|

Tmax-EAHEFERRecommended Maximum Depth

na g DI
nano

FRICIBBIESEP380I See page 380 for guidelines to icons

URs BBERYT
Ordering Code D(m7) Lc L4 L d(h6) Screvlgimread
D938-A3N-1100 11.00 55 45 102 12
D938-A3N-1200 12.00 55 45 102 12 M14
D938-A3N-1250 12.50 60 45 107 14 M14x1.5
D938-A3N-1300 13.00 60 45 107 14
D938-A3N-1400 14.00 60 45 107 14 M16
D938-A3N-1450 14.50 65 48 115 16 M16x1.5
D938-A3N-1500 15.00 65 48 115 16
D938-A3N-1600 16.00 65 48 115 16
D938-A3N-1700 17.00 73 48 123 18
D938-A3N-1800 18.00 73 48 123 18
D938-A3N-1900 19.00 79 50 131 20
D938-A3N-2000 20.00 79 50 131 20

RYEE
Nominal Sige Range 2 D(h7) d(h6)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfSTunit(mm)
T4#1%} Workpiece Material
1234 5 67 123 12 3
PHESAZA/ SRR IREEER, BREBTEEX
iR, aeiN =g =
(o 35§RC) ( 485RCLX_F) o Fsp'gl(f_ 48HRC) - (< 32HRQ) BAREH(5-45HRC)
Carbon Steel Allo Alloy Steel Tool § erntngMartensmc Stainless Steel Grey Cast Iron, High-alloy Cast Iron(35-
. y Y N Stainless Nodular Cast 45HRC)
Steel(<35 HRC) Steel(48HRCLAT) Steel( < 48HRC) Iron(< 32HRC)
© © O O O O

OFRIES Most Suitable

HEETHISS % pA16

Cutting Parameters

O 1&& Suitable
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D938-A3C

EEMIN T 3DRIS RREE,
3D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

L4

Tmax-Ex AR Recommended Maximum Depth

_——.m_-_;-i—" _—
=EE0
e i

RCIHBBIES%EP3800T See page 380 for guidelines to icons

T8RS WRERYY
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'lr'TI;lread
D938-A3C-0300 3.00 20 36 62 6
D938-A3C-0330 3.30 20 36 62 6 M4
D938-A3C-0400 4.00 24 36 66 6
D938-A3C-0420 4.20 24 36 66 6 M5
D938-A3C-0500 5.00 28 36 66 6 M6
D938-A3C-0600 6.00 28 36 66 6
D938-A3C-0680 6.80 34 36 79 8 M8
D938-A3C-0700 7.00 34 36 79 8 M8x 1
D938-A3C-0800 8.00 41 36 79 8
D938-A3C-0850 8.50 47 40 89 10 M10
D938-A3C-0900 9.00 47 40 89 10 M10x1
D938-A3C-1000 10.00 47 40 89 10
D938-A3C-1030 10.30 55 45 102 12 M12
D938-A3C-1050 10.50 55 45 102 12 M12x1.5

RI5EE
Nominal Sige Range D7) D(h7) d(ho)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfi7unit(mm)
T {4#4%} Workpiece Material
1234 5 67 123 12 3
" PHSEEM/SERAAE IREEEk. BREBEEEL
ﬁff'%s ﬁ%ﬂz‘ ( 48@%%5_[:) §4( < 48HRC) S (<32HRC) BA S (35-45HRC)
C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRC) Steel(48HRCLAT) Steel( < 48HRC) Iron( < 32HRC)
© © O O O O

OFI&ES Most Suitable

HETHISS % pA16

Cutting Parameters
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D938-A3C

@I 3D RREE,
3D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

T

)

Tmax-BAKHEFFER Recommended Maximum Depth

'_%"‘ﬁﬂ:

== {an | P
nano

FRICIBBIESEP380I See page 380 for guidelines to icons

<= IRERYT
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'l'nr:read
D938-A3C-1100 11.00 55 45 102 12
D938-A3C-1200 12.00 55 45 102 12 M14
D938-A3C-1250 12.50 60 45 107 14 M14x1.5
D938-A3C-1300 13.00 60 45 107 14
D938-A3C-1400 14.00 60 45 107 14 M16
D938-A3C-1450 14.50 65 48 115 16 M16x1.5
D938-A3C-1500 15.00 65 48 115 16
D938-A3C-1600 16.00 65 48 115 16
D938-A3C-1700 17.00 73 48 123 18
D938-A3C-1800 18.00 73 48 123 18
D938-A3C-1900 19.00 79 50 131 20
D938-A3C-2000 20.00 79 50 131 20
Nomiﬁlg;?f?Range DX iy aliita)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfSTunit(mm)
T4#1%} Workpiece Material
1234 5 67 123 12 3
PHEHHEN/SERAARE IREESk. BRI
ﬁff%s ﬁ%ﬁw “ Sﬁ'%g_ﬂ §3( < 48HRC) S (<32HRC) BAREH35-45HRC)
C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRQ) Steel(48HRCLAT) Steel( < 48HRC) Iron(< 32HRC)
© © O O O O

OfRIES Most Suitable o

HEETHISS % pA16

Cutting Parameters

J&& Suitable
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Bunug HEX 0

#E | Mould Industry

GESAC

D938-A5N

EIENINT5DRREE,
5D External Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

L4

vl
-D_|

L

Tmax-Ex AR Recommended Maximum Depth

—

=EE0
e i

RCIHBBIES%EP3800T See page 380 for guidelines to icons

T8RS WRERYY
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'lr'TI;lread
D938-A5N-0300 3.00 28 36 66 6
D938-A5N-0330 3.30 28 36 66 6 M4
D938-A5N-0400 4.00 36 36 74 6
D938-A5N-0420 4.20 36 36 74 6 M5
D938-A5N-0500 5.00 44 36 82 6 M6
D938-A5N-0600 6.00 44 36 82 6
D938-A5N-0680 6.80 53 36 91 8 M8
D938-A5N-0700 7.00 53 36 91 8 M8x 1
D938-A5N-0800 8.00 53 36 91 8
D938-A5N-0850 8.50 61 40 103 10 M10
D938-A5N-0900 9.00 61 40 103 10 M10x%1
D938-A5N-1000 10.00 61 40 103 10
D938-A5N-1030 10.30 71 45 118 12 M12
D938-A5N-1050 10.50 71 45 118 12 M12x1.5
RI5EE
Nominal Sige Range D7) D(h7) d(ho)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfi7unit(mm)
T4+ Workpiece Material
1234 5 67 123 12 3
" PHSEEM/SERAAE IREEEk. BREBEEEL
ﬁff'%s ﬁ%ﬂz‘ ( 48@%%5_[:) §4( < 48HRC) S (<32HRC) BA S (35-45HRC)
C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRC) Steel(48HRCLAT) Steel( < 48HRC) Iron( < 32HRC)
© © O O O O

OFI&ES Most Suitable

HETHISS % pA16

Cutting Parameters

406

O J&& Suitable



GESAC

Mould Industry

| &RE

D938-A5N

EIENINT5DRREE,
5D External Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

T

07t
D]

L

Tmax-B KSR Recommended Maximum Depth

g -

—

S

— 2 - -
DIN nano
6535HA

FRICIBBIESEP380I See page 380 for guidelines to icons

<= IRERYT
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'l'nr:read
D938-A5N-1100 11.00 71 45 118 12
D938-A5N-1200 12.00 71 45 118 12 M14
D938-A5N-1250 12.50 77 45 124 14 M14x1.5
D938-A5N-1300 13.00 77 45 124 14
D938-A5N-1400 14.00 77 45 124 14 M16
D938-A5N-1450 14.50 83 48 133 16 M16x1.5
D938-A5N-1500 15.00 83 48 133 16
D938-A5N-1600 16.00 83 48 133 16
D938-A5N-1700 17.00 93 48 143 18
D938-A5N-1800 18.00 93 48 143 18
D938-A5N-1900 19.00 101 50 153 20
D938-A5N-2000 20.00 101 50 153 20
Nomiﬁlg;?f?Range DX iy aliita)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfSTunit(mm)
T4#1%} Workpiece Material
1234 5 67 123 12 3
PHEHHEN/SERAARE IREESk. BRI
ﬁff%s ﬁ%ﬁw “ Sﬁ'%g_ﬂ §3( < 48HRC) S (<32HRC) BAREH35-45HRC)
C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRQ) Steel(48HRCLAT) Steel( < 48HRC) Iron(< 32HRC)
© © O O O O

OFRIES Most Suitable

HEETHISS % pA16

Cutting Parameters

O 1&& Suitable

407
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#E | Mould Industry

GESAC

D938-A5C

NN 5D RRTEE,
5D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

— L —
= )z ,-.—‘W
L =m0 |50 | P
e
Tmax-BAHERHIR Recommended Maximum Depth RCIHBBIES%EP3800T See page 380 for guidelines to icons
T8RS WRERYY
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'lr'TI;lread
D938-A5C-0300 3.00 28 36 66 6
D938-A5C-0330 3.30 28 36 66 6 M4
D938-A5C-0400 4.00 36 36 74 6
D938-A5C-0420 4.20 36 36 74 6 M5
D938-A5C-0500 5.00 44 36 82 6 M6
D938-A5C-0600 6.00 44 36 82 6
D938-A5C-0680 6.80 53 36 91 8 M8
D938-A5C-0700 7.00 53 36 91 8 M8x1
D938-A5C-0800 8.00 53 36 91 8
D938-A5C-0850 8.50 61 40 103 10 M10
D938-A5C-0900 9.00 61 40 103 10 M10x1
D938-A5C-1000 10.00 61 40 103 10
D938-A5C-1030 10.30 71 45 118 12 M12
RI5EE
Nominal Sige Range D) I, d(ho)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfi7unit(mm)
T {4#4%} Workpiece Material
1234 5 67 123 12 3
., PHSEEM/SERAAE IREBER. BREEEREL
ﬁff'%s ﬁ%ﬂz‘ ( 48@%%5_[:) §4( < 48HRC) S (<32HRC) BA S (35-45HRC)

C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRC) Steel(48HRCLAT) Steel( < 48HRC) Iron( < 32HRC)

© © O O O O

OFI&ES Most Suitable

HETHISS % pA16

Cutting Parameters

408

0 1&#& Suitable



GESAC

Mould Industry

| &RE

D938-A5C

NN T 5D RREE,
5D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

Tmax-E KHEZ LR Recommended Maximum Depth

L W

HW

=EE0
oomn | "M

FRICIBBIESEP380I See page 380 for guidelines to icons

URE RERYT
Ordering Code D(m?7) Le L4 L d(h6) SCreVéi'mread
D938-A5C-1050 10.50 71 45 118 12 M12x1.5
D938-A5C-1100 11.00 71 45 118 12
D938-A5C-1200 12.00 71 45 118 12 M14
D938-A5C-1250 12.50 77 45 124 14 M14x1.5
D938-A5C-1300 13.00 77 45 124 14
D938-A5C-1400 14.00 77 45 124 14 M16
D938-A5C-1450 14.50 83 48 133 16 M16x1.5
D938-A5C-1500 15.00 83 48 133 16
D938-A5C-1600 16.00 83 48 133 16
D938-A5C-1700 17.00 93 48 143 18
D938-A5C-1800 18.00 93 48 143 18
D938-A5C-1900 19.00 101 50 153 20
D938-A5C-2000 20.00 101 50 153 20

RY58E
Nominal Size Range (D) 07y d(he)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfZunit(mm)
T4#1%} Workpiece Material
1234 5 67 123 12 3
PHEHHEN/SERAARE IREESk. BRI
ﬁff%s ﬁ%ﬁw “ Sﬁ'%g_ﬂ §3( < 48HRC) S (<32HRC) BAREH35-45HRC)
C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRQ) Steel(48HRCLAT) Steel( < 48HRC) Iron(< 32HRC)
© © O O O O

OfRIES Most Suitable

HEETHISS % pA16

Cutting Parameters

O J&& Suitable

409
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#E | Mould Industry

GESAC

D938-A8C

NI T8DAIS FRIEEh
8D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

L4

)

Tmax-Ex AR Recommended Maximum Depth

L W

HW

=EE0
e i

RCIHBBIES%EP3800T See page 380 for guidelines to icons

RS WRERYY
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'lr'TI;lread
D938-A8C-0300 3 34 36 72 6
D938-A8C-0330 33 34 36 72 6 M4
D938-A8C-0400 4 43 36 81 6
D938-A8C-0420 4.2 43 36 81 6 M5
D938-A8C-0500 5 57 36 95 6 M6
D938-A8C-0600 6 57 36 95 6
D938-A8C-0680 6.8 76 36 114 8 M8
D938-A8C-0690 6.9 76 36 114 8
D938-A8C-0700 7 76 36 114 8 M8x 1
D938-A8C-0800 8 76 36 114 8
D938-A8C-0850 8.5 95 40 142 10 M10
D938-A8C-0900 9 95 40 142 10 M10x1

NomirEIT-rSiEe@Range ID{Gal) i) allits)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009

>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BA{SZunit(mm)
T {4#4%} Workpiece Material
1234 5 67 123 12 3
" PHSEEM/SERAAE IREEEk. BREBEEEL
ﬁff'%s ﬁ%ﬂz‘ ( 48@%%5_[:) §4( < 48HRC) S (<32HRC) BA S (35-45HRC)
PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
Carbon Steel,Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRC) Steel(48HRCLAT) Steel( < 48HRC) Iron( < 32HRC)
© © O O O O

OFI&ES Most Suitable

HETHISS % pA16

Cutting Parameters

410

O J&& Suitable



GESAC

Mould Industry

| &RE

D938-A8C

EENIN T8DRIS AL,
8D Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

‘
V'

L4 H
[

Tmax-E KHEZ LR Recommended Maximum Depth

L W

HW

=EEe
oomn | "M

FRICIBBIESEP380I See page 380 for guidelines to icons

URE RERYT
Ordering Code D(m7) Lc L4 L d(h6) Screvlgi'mread
D938-A8C-1000 10 95 40 142 10
D938-A8C-1030 10.3 114 45 162 12 M12
D938-A8C-1050 10.5 114 45 162 12 M12x1.5
D938-A8C-1080 10.8 114 45 162 12
D938-A8C-1100 11 114 45 162 12
D938-A8C-1200 12 114 45 162 12 M14
D938-A8C-1250 12.5 133 45 182 14 M14x1.5
D938-A8C-1300 13 133 45 182 14
D938-A8C-1400 14 133 45 182 14 M16
D938-A8C-1450 14.5 152 48 203 16 M16x1.5
D938-A8C-1500 15 152 48 203 16
D938-A8C-1600 16 152 48 203 16

RYEE
Nominal Sige Range DX iy aliita)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BAfSTunit(mm)
T4#1%} Workpiece Material
1234 5 67 123 12 3
PHEHHEN/SERAARE IREESk. BRI
ﬁff%s ﬁ%ﬁw “ Sﬁ'%g_ﬂ §3( < 48HRC) S (<32HRC) BAREH35-45HRC)
C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRQ) Steel(48HRCLAT) Steel( < 48HRC) Iron(< 32HRC)
© © O O O O

OfRIES Most Suitable

HEETHISS % pA16

Cutting Parameters

O J&& Suitable
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#E | Mould Industry

GESAC

D938-A12C

HIENIN T 1 2DiFRFAL RIS AL EE

12D Deep-hole Inner Cooling Twist Drills For Steel

L4

Tmax=Lc-1.5xD

%DI

Tmax-Ex AR Recommended Maximum Depth

pr— e B e e

DIN nano
6535HA

RCIHBBIES%EP3800T See page 380 for guidelines to icons

iTHeE
Ordering Code D(h7) Le L4 L d(hé)
D938-A12C-0300 3 54 36 92 6
D938-A12C-0350 35 54 36 92 6
D938-A12C-0400 4 64 36 102 6
D938-A12C-0450 4.5 64 36 102 6
D938-A12C-0500 5 83 36 121 6
D938-A12C-0550 5.5 83 36 121 6
D938-A12C-0600 6 83 36 121 6
D938-A12C-0620 6.2 110 36 148 8
D938-A12C-0650 6.5 110 36 148 8
RIEE
Nominal SiEJe Range ({7, Dy el
22—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013

T4+ Workpiece Material

BAftZunit(mm)

M

1234 5 67 123 12 3
L PHESZRM/ SRS IREEEk, DREBFREK
ﬁff'%s ﬁ%ﬂz‘ ( 48@%%5_[:) §4( < 48HRC) S (<32HRC) BA S (35-45HRC)
PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
Carbon Steel,Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRC) Steel(48HRCLAT) Steel( < 48HRC) Iron( < 32HRC)
© © O @) @) (@)

OFI&ES Most Suitable

HETHISS % pA16

Cutting Parameters

412

O J&& Suitable



GESAC

Mould Industry | 1&E

D938-A12C

EIEN0 L1 2DiRFALRIL FR L Eh

12D Deep-hole Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

Tmax-B KSR Recommended Maximum Depth

— e T S TRy

e r20] P
nano

FRICIBBIESEP380I See page 380 for guidelines to icons

P
Ordering Code B(h7) Le L4 L d(hé)
D938-A12C-0700 7 110 36 148 8
D938-A12C-0750 7.5 110 36 148 8
D938-A12C-0800 8 110 36 148 8
D938-A12C-0830 8.3 138 40 180 10
D938-A12C-0850 8.5 138 40 180 10
D938-A12C-0900 9 138 40 180 10
D938-A12C-0950 9.5 138 40 180 10
D938-A12C-1000 10 138 40 180 10
D938-A12C-1100 11 158 45 206 12
D938-A12C-1200 12 158 45 206 12
RIEE
Nominal Sige Range 2 D(h7) d(h6)
>2—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 | 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013
BA{Zunit(mm)
T4#1%} Workpiece Material
1234 5 67 123 12 3
PHEHHEN/SERAARE IREESk. BRI
ﬁff%s ﬁ%ﬁw “ Sﬁ'%g_ﬂ §3( < 48HRC) S (<32HRC) BAREH35-45HRC)
PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
Carbon Steel,Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRQ) Steel(48HRCLAT) Steel( < 48HRC) Iron(< 32HRC)
© © O O O O

OFRIES Most Suitable

HEETHISS % pA16

Cutting Parameters

O 1&& Suitable

413
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D938-A15C

@M1 5DIRFLAIS AR LS,
15D Deep-hole Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

B e— ‘, e — 3 3 Sl
L =EEn
SO g
Tmax-BAHERHIR Recommended Maximum Depth RCIHBBIES%EP3800T See page 380 for guidelines to icons
iTHeE
Ordering Code D(h7) Le L4 L d(hé)
D938-A15C-0300 3 55 36 95 6
D938-A15C-0350 35 76 36 116 6
D938-A15C-0400 4 76 36 116 6
D938-A15C-0450 4.5 93 36 133 6
D938-A15C-0500 5 93 36 133 6
D938-A15C-0550 5.5 110 36 150 6
D938-A15C-0600 6 110 36 150 6
D938-A15C-0620 6.2 127 36 167 8
D938-A15C-0650 6.5 127 36 167 8
RI58E
Nominal Sige Range (D) D(h7) d(he)
22—3 +0.002/+0.012 / 0.000/-0.006
>3—6 +0.004/+0.016 | 0.000/-0.012 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.015 0.000/-0.009
>10—18 +0.007/+0.025 | 0.000/-0.018 0.000/-0.011
>18—20 +0.008/+0.029 | 0.000/-0.021 0.000/-0.013

BAfSZunit(mm)

T4+ Workpiece Material

1234 5 67 123 12 3
L PHESZRM/ SRS IREEEk, DREBFREK
ﬁff'%s ﬁ%ﬂz‘ ( 48@%%5_[:) §4( < 48HRC) S (<32HRC) BA S (35-45HRC)
PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
Carbon Steel,Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRCQ) Steel(48HRCLATF) Steel( < 48HRC) Iron( < 32HRC)
© © O @) @) (@)

OfRIES Most Suitable  © J&& Suitable

HETHISS % pA16

Cutting Parameters

414



GESAC Mould Industry | #&E

D938-A15C

@M1 5DIRFLAIS RS,
15D Deep-hole Inner Cooling Twist Drills For Steel

Tmax=Lc-1.5xD

S —— = ———T p— e S S el

| =GO
nano

= N 1
Tmax-Bx AHEFELR Recommended Maximum Depth FRICIHBEIESEP380%  See page 380 for guidelines to icons

T
Ordering Code B(h7) Le L4 L d(hé)
D938-A15C-0700 7 127 36 167 8
D938-A15C-0750 75 143 36 183 8
D938-A15C-0800 8 143 36 183 8
D938-A15C-0830 8.3 160 40 204 10
D938-A15C-0850 8.5 160 40 204 10
D938-A15C-0900 9 160 40 204 10
D938-A15C-0950 95 177 40 221 10
D938-A15C-1000 10 177 40 221 10
D938-A15C-1100 1 198 45 247 12
D938-A15C-1200 12 214 45 263 12
Nomirilt_rsigeEIRange R Dh7) d(h6)

>2—3 +0.002/+0.012 / 0.000/-0.006

>3—6 +0.004/+0.016 0.000/-0.012 0.000/-0.008

>6—10 +0.006/+0.021 0.000/-0.015 0.000/-0.009

>10—18 +0.007/+0.025 0.000/-0.018 0.000/-0.011

>18—20 +0.008/+0.029 0.000/-0.021 0.000/-0.013

BAfzunit(mm)

T4#1%} Workpiece Material

1234 5 67 123 12 3
PHESAZA/ SRR IREEER, BREBTEEX
ﬁff%s ﬁ%ﬁw “ Sﬁ'%g_ﬂ §3( < 48HRC) S (<32HRC) BAREH35-45HRC)
C PH,Ferritic,Martensitic . Grey Cast Iron, High-alloy Cast Iron(35-
arbon Steel, Alloy Alloy Steel,Tool Stainless Stainless Steel Nodular Cast 45HRO)
Steel(<35 HRQ) Steel(48HRCLAT) Steel( < 48HRC) Iron(< 32HRC)
© © ©) ©) ©) O

OF&EA Most Suitable o 1&& Suitable

HEETHISS % pA16

Cutting Parameters

415
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#E | Mould Industry

HEFTIHIZEL

Recommended Cutting Data

D938 @M IN L AL
D938 Series Twist Drills For Steel

g #4518 Feed
Tt Csut;: dg fn (mm/rev)
Workpiec Material ch
. 4 6 8 10 12 14 16 18 20
(m/min)
BN, &24M(<35HRC) 140 0.09 0.12 0.14 0.14 0.15 0.18 0.18 0.20 0.20
Steel, Alloy Steel 100 0.13 0.17 0.20 0.20 0.23 0.25 0.25 0.30 0.30
(< 35HRC) 60 0.16 0.23 0.28 0.30 0.34 0.38 0.38 0.40 0.40
&N, TEM(35-48HRC) 100 0.08 0.08 0.09 0.09 0.11 0.12 0.12 0.14 0.14
Alloy Steel, Tool Steel 80 0.1 0.14 0.16 0.16 0.19 0.22 0.22 0.24 0.24
(35-48HRC) 60 0.14 0.20 0.25 0.28 0.30 0.32 0.32 0.34 0.34
PHE%%%?A{SI?RE(E:)MW:%% 80 0.04 0.06 0.08 0.08 0.10 0.12 0.12 0.14 0.14
" e . 60 0.06 0.10 0.13 0.16 0.18 0.20 0.20 0.24 0.24
PH,Ferritic, Martensitic Stainless
Steel( < 48HRC) 40 0.08 0.14 0.18 0.22 0.28 0.30 0.30 0.32 0.32
TR 60 0.04 0.06 0.06 0.08 0.08 0.10 0.10 0.10 0.12
M Stainle?s Steel 50 0.08 0.10 0.10 0.12 0.12 0.14 0.14 0.14 0.16
40 0.10 0.12 0.14 0.16 0.16 0.18 0.18 0.20 0.22
ﬁ%ﬁ(iﬁszﬁgﬁéﬁﬁ 140 0.13 0.15 0.17 0.20 0.22 0.24 0.25 0.28 0.30
Grey Cast Iron 100 0.17 0.20 0.25 0.28 0.30 0.33 0.35 0.38 0.40
m Nodular Cast Iron( < 32HRC) 60 0.20 0.25 0.32 0.36 0.42 0.45 0.48 0.48 0.50
('ii%ﬁ% 100 008 | 010 | 012 | 014 | 016 | 018 | 020 | 022 | 023
High-alloy Cast Iron(35- 80 0.10 0.13 0.16 0.20 0.22 0.24 0.26 0.28 0.28
9 4}éHRC) 60 0.13 0.16 0.20 0.26 0.28 0.30 0.32 0.34 0.35

CE=]
1iEFERRMREIR, BICREREIR. REkDE. s ABa 7w
2. JJER BRI EREELTIREZEBEENNF0.02mm
3R ETIEIRMRIBR T KB EIEIR
453‘?%}437&%897]&'7]@%‘%, BEERFPRBANDERSEEISE, RN IRSRIESSRIN TSRS S EEEISE
Note
1. Make sure work piece and machine are stable and use a precision holder, Use hydraulic chucks, high quality collet chucks.
2. Make sure total indicated run-out(TIR) is less than 0.02mm.
3. The Recommended Cutting condition is suitable for apply water soluble.
4. If the tool size is not in the table, Please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing.
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ANTZ=BGI
Application Case

HRMA
Valve
INT#t
. 304 FEER -
Workpiece - DITEER (pes)
v atgrial 304 Stainless Steel (HB300) B

MIZE | ez oy

Processing T

Way Drilling, Internal coolant
tJCJE'lwa& Vc=116m/min, fn=0.13mm/rev
P 9 Depth=22mm
arameters

ARFDE | b G050204-DP-GA4230

Insert and
Cutter GHD-185-3D-FC25-Q05A

JH

GESAC

f f f T T T T
0 200 400 600 800 1000 1200

LT

Connecting Rod

INITA#
Workpiece 36MnVS4 (HB300)
Material

mIs=x S
ProcessiIng sl SN

Way Drilling, External coolant

tIEISE
Cutting
Parameters

Vc=216m/min, fn=0.08mm/rev
Depth=23mm

ARFIE | o G07T306-DP-GA4230

Insert and
Cutter GHD-230-2D-FC25-Q07A

INT#&(pcs)
Holes/edge(min)

AK

GESAC

k f f T T T T
0 100 200 300 400 500 600

HUPRERE

Machine load(min)

YRR
Cut lightly

AK

GESAC

f f T T T
0 20% 40% 60% 80% 100%
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AT 24

Application Case

SN 45#
Drilling 45# Steel with Internal Cooling

JIEER D938 5D R {EE

Tool Name D938 5D Inner-cooling Twist Drill
|'| .

et ©6+*44+82+d6

Size

IR tsst

Workpiece Materia

45#, 155-185HB

PIHNRE :
Cutting Speed

Vc=120 m/min (S=6369 RPM)

Cooling Method

BHAR: Fn=0.16 mm/rev (F=1019 mm/
Feed min)
SHE: ap=30 mm (§Fl) , —RE&5HI
- ap=30 mm (Blind Hole),No

Drilling Depth Pecking

Az . MAZAKZZ( I T VCN-430A-1T
DDle.ﬁ' Mazak Verticle Machining Center
Machine VCN-430A-TI
SHIR FMBERE, KEL8%

Emulsion with Internal
Cooling,Mixing Ratio 4.8%

GG

GESAC

GG

GESAC

12007LE70 /5D EEEIRE
Cutting Edge Wear in Flank after1200 Holes

NTFE(pcs)
Holes Quantity

S

f \ T
0 500 1000 1500

P2 INT 16MnCr5
Drilling 45# Steel with Internal Cooling
TIEETR D938 15DiRFLAREE,
Tool Name D938 15D Deep-hole Twist Drill
UE*M& ®4*75*115*d6
Size
INIAFRE

Workpiece Materia

16MnCr5(150-190HB)

TIREERE
Cutting Speed

Vc=75m/min (S=6000r/min)

Cooling Method

shas
HER fn=0.11mm/rev(F=650mm/min)
Feed

R 67mm (i&FL.Through Hole*4)
Hole Depth 61.5mm (FFLBlind Hole*8)
nTigsE TN

Machine Vertical Machine Center LG-Mazak
BRI W&, EH32bar

Inner Cooling, 32bar

AK

GW

GESAC

INTFE(pcs)
Holes Quantity
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GESAC

GHP /&R [E7]R

GHP Hydraulic Chuck

AT3 5l 7:24 #EE |, SRS T ZAME | 888
BHLEEER | (RESDRREE.

7:24 < AT3, cryogenic treatment reduces
deformation to maintain the precision of
the handle.

BELSBMKTIRRRNET , RS ARIITIIR
15, BERFHRERERLINEE,

The two designs of thick and thin blade
are designed to cope with different
processing environment, and have goods

:A shock absorption and avoidance.

$2{EfEE / Simplicity of operator

74 BiEER  RE—STHR
‘ p  THRLLEIRMESR THESHIE— (M , HERTEESBNS

Simple operation, only a
T-wrench can complete
the installation and

disassembly of the tool.

REREIRRE , RN REEES.

The integral of the chuck and the inner
liner is more stable and rigid than the
separation of the normal sealing ring.

3um #BE / Higher precision H7k752 / Cooling

L

""" ; \*\f . . ‘/ )
- Ay Ue

22lY: %/ R K
Internal-cooling Flange-cooling
3D {7IEZABED 3um AT , KIEEIRSREA
YeEEFIBR S, TS - G2.5; 20000rpm
BSHIE : 30000 rpm,

Runout(X3D) < 3um, increase surface-finish
quality significantly and tool life, balanced:
G2.5; 20000 rpm, Max: 30000 rpm.

(R RIS B S AT LASEH AU /K R 7K
B9SEI75 L.

You can quickly switch internal-cooling and
flange-cooling by change collets.
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GSKSIEASE BRI

GSK High Precision Chuck

ﬁ%@iﬁﬁ'  IRERNTEL  BRE ST, IEE
7 W0

Notch-free design, prevent vibration, reduce noise
splattering coolant, assure increased strength of nut itself.

ITZRNRTHEE. WISESERHESEEEINL.
It is widely used in mould, aircraft parts and other high
speed precision processing industry.

AT3RBIT 24 , B2iTFST R | BEEHBHLLER | (REF
e TR,

7:24<AT3,cryogenic treatment reduces deformation to
maintain the precision of the handle.

H7k752¢ / Cooling

I GSK-J ZiZig
GSK-J Nut
T
| 4 v v
1 v Il A ﬁ ] iy
B BT R I S A B O KRS -4 g
By replacing two different seal covers, you can quickly I “EHj?k:“EE
switch internal-cooling and flange-cooling. Internal—c;ﬁgﬂ?\g Fgﬁnge_coygﬁ‘i‘:g
In#573K / Higher clamping force Sum #ES / Higher precision
o '_-r‘ F " ,
4 8 W, "
3D
DSK fEzfEsE ER EiEfE
DSK Colet ER Collet 3D QTIEEEEE Sum LI , KBRS EE S
FJIES, J)AEIFEE : G2.5; 25000 rpm , Heibis :
. - 45000 rpm ,
] ALy P =
V%/Eﬁ\?ﬁ%e ?\2K %ﬁﬁgﬁétﬁmjgff (nbu%*ﬁ?.;ﬁf’iﬁfad Runout(X3D) < 5um, increase surface-finish quality
thl recisi :’1\'] higher and mor Ec)lb? 15 bigg significantly and tool life, balanced: G2.5;25000rpm,
e precision is higher a ore stable. Max: 45000 rpm.
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GSKEIREZ R F IR

GSK High Precision Chuck

——
3D gbJJEZmEBkED 3um LT, KIEEIRSREEEENES
- . JMREhTEAT - G2.5;,25000 rpm , SREELE : 50000 rpm
”””””””””””””””””””””””””” Runout(x3D) < 3um, increase surface-finish quality significantly
! and tool life, balanced: G2.5;25000 rpm, Max: 50000 rpm.

. E ' JTRRATEE, WURESBHESEEEMNT.
S5 It is widely used in mould, aircraft parts and other high
speed precision processing industry.

AT3RBIT245E , 2SR TZAE | BEERBILLE | (REF
B TIRHEE.

7:24<AT3,cryogenic treatment reduces deformation to
maintain the precision of the handle.

457758 / Higher clamping force EERREINT / Suitable for deep cavity processing
50mm
3 1§ 20mm
K5
JIRETIE— RS B IR, HREMEFTERE | ERTRENT.
The integrated structure of the handle and cutter brings The slender structure is good for avoiding and suitable
a strong and uniform clamping force. for deep cavity processing.

1EFE7IE / Applicable tools

| ss==<3 () | EEEsess X

BEREE7TI8 EENTIE
Cemented Carbide Tools High-speed Steel Tools
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®E

BT-GSKSIEAEZ BT
BT-GSK High Precision Chuck

Ly
do
&
I I __/T}ﬁh = A
] —
B m AE O
P437-438 P441 P442
ise =58 R~ Dimension (mm) EFE W%i?ht
Ordering Code Figure d1 d2 d3 L1 Suit collet (kg)
GSK6-70 A 19.5 20 - 70 DSK6 0.45
GSK6-100 A 19.5 20 - 100 DSK6 0.64
GSK10-70 A 27 27.5 - 70 DSK10 0.46
GSK10-100 A 27 27.5 - 100 DSK10 0.70
GSK16-70 A 40 40.5 - 70 DSK16 0.70
BT30- GSK16-100 A 40 40.5 - 100 DSK16 1.00
GSK16-120 A 40 40.5 - 120 DSK16 1.25
GSK16-150 A 40 40.5 - 150 DSK16 1.35
GSK20-70 A 48 48.5 - 70 DSK20 0.75
GSK20-100 A 48 48.5 = 100 DSK20 1.15
GSK25-100 A 55 55 - 100 DSK25 1.20
GSK6-70 A 19.5 20 - 70 DSK6 1.05
GSK6-100 A 19.5 20 - 100 DSK6 1.25
GSK6-120 A 19.5 20 - 120 DSK6 1.39
GSK6-150L B 19.5 20 26.4 150 DSK6 1.55
GSK10-70 A 27 27.5 - 70 DSK10 1.10
GSK10-100 A 27 27.5 - 100 DSK10 1.30
GSK10-120 A 27 27.5 - 120 DSK10 1.42
GSK10-150 A 27 27.5 - 150 DSK10 1.55
GSK10-200L B 27 27.5 337 200 DSK10 1.85
GSK16-70 A 40 40.5 - 70 DSK16 1.21
BT40- GSK16-100 A 40 40.5 - 100 DSK16 1.42
GSK16-120 A 40 40.5 - 120 DSK16 1.61
GSK16-150 A 40 40.5 - 150 DSK16 1.80
GSK16-200L B 40 40.5 45.7 200 DSK16 1.95
GSK20-70 A 48 48.5 = 70 DSK20 1.52
GSK20-100 A 48 485 - 100 DSK20 1.68
GSK20-120 A 48 485 - 120 DSK20 1.90
GSK20-150 A 48 485 - 150 DSK20 2.10
GSK20-200L B 48 48.5 55.7 200 DSK20 2.30
GSK25-100 A 55 55 - 100 DSK25 1.81

423
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BT-GSKSIRIEZ B TIHA
BT-GSK High Precision Chuck

=
dz
A
e
B W ‘? O
| -
P437-438 P441 P442
ﬂ:&a,@_ =58 R~ Dimension (mm) Jﬁﬁﬁﬁ;; W%%ht
Ordering Code Figure di a2 d3 L1 Suit collet (kg)
GSK25-120 A 55 55 - 120 DSK25 2.05
BT40- GSK25-150 A 55 55 - 150 DSK25 2.30
GSK25-200L B 55 55 59.9 200 DSK25 2.65
GSK10-105 A 27 27.5 - 105 DSK10 3.78
GSK10-135 A 27 27.5 - 135 DSK10 4.00
GSK10-165 A 27 27.5 = 165 DSK10 433
GSK10-200L B 27 27.5 35.2 200 DSK10 4.75
GSK16-100 A 40 40.5 = 100 DSK16 3.93
GSK16-125 A 40 40.5 - 125 DSK16 4.17
GSK16-150 A 40 40.5 - 150 DSK16 4.49
GSK16-200L B 40 40.5 484 200 DSK16 5.50
GSK16-250L B 40 40.5 484 250 DSK16 6.50
GSK20-100 A 48 485 - 100 DSK20 4.10
BT50- GSK20-125 A 48 485 - 125 DSK20 432
GSK20-150 A 48 485 - 150 DSK20 4.65
GSK20-200 A 48 485 - 200 DSK20 5.75
GSK20-250L B 48 485 55.4 250 DSK20 6.78
GSK20-300L B 48 485 55.4 300 DSK20 7.80
GSK25-100 A 55 55 - 100 DSK25 4.10
GSK25-125 A 55 55 - 125 DSK25 4.62
GSK25-150 A 55 55 - 150 DSK25 5.10
GSK25-200 A 55 55 = 200 DSK25 5.81
GSK25-250L B 55 55 61.4 250 DSK25 6.85
GSK25-300L B 55 55 61.4 300 DSK25 8.00

E: BRSIRFRRMRAENE, AEkeOHKIRIR SinE KRS

Notice: Collets and wrenchs shall be orderer separately, internal-cooling nuts and flange-cooling nuts see appendix for details.
%5/ / Feature

wEFERRE: G2.5; 25,000 rpm, mBalanced: G2.5; 25,000 rpm.

u3D4EMABERN0.005mmLLTR, mRunout (X3D)<0.005mm.
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HSK-A-GSKEiREZ R TIE

HSK-A-GSK High Precision Chuck

de o ‘-;‘-
H ] =
12
o —_t_‘
& e
o -
ol =~
| —d
o P437-438 | PA41 Pa42 )
Ordering Code Fiane 9 Dimension () EFEE | wegh
d1 d2 d3 L1 kg)
HSKAOA- GSK6-60 A 19.5 20 60 40 DSK6 0.47
GSK10-75 A 27 27.5 75 55 DSK10 0.5
GSK6-60 A 19.5 20 60 34 DSK6 0.60
GSK6-80 A 19.5 20 80 54 DSK6 0.80
GSK10-75 A 27 27.5 75 49 DSK10 1.00
HSK50A- GSK10-100 A 27 27.5 100 74 DSK10 1.20
GSK16-80 A 40 40.5 80 54 DSK16 1.75
GSK16-100 A 40 40.5 100 74 DSK16 2.00
GSK20-100 A 48 48.5 100 74 DSK20 2.10
GSK6-80P A 19.5 20 80 54 DSK6 0.85
GSK6-100 A 19.5 20 100 74 DSK6 0.95
GSK10-75 A 27 27.5 75 49 DSK10 1.00
GSK10-100 A 27 27.5 100 74 DSK10 1.40
GSK16-80 A 40 40.5 80 54 DSK16 2.00
HSK63A- GSK16-100 A 40 40.5 100 74 DSK16 2.30
GSK16-120 A 40 40.5 120 94 DSK16 2.50
GSK20-100 A 48 48.5 100 74 DSK20 2.45
GSK20-120 A 48 48.5 120 94 DSK20 2.65
GSK25-100 A 55 55 100 74 DSK25 2.30
GSK25-120 A 55 55 120 94 DSK25 2.70

425
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HSK-A-GSKiSi@EE =3 TR
HSK-A-GSK High Precision Chuck

dz

o ndzEB a-_
L s~

L2 =

o P437-438 P441 P442

e Bx R~ Dimension (mm) ERE% =58

Ordering Code Figure Suit collet Weight
9 9 d1 d2 d3 L1 (kg)
GSK10-105 B 27 27.5 105 76 DSK10 2.60
GSK10-135 B 27 27.5 135 106 DSK10 2.80
GSK16-105 A 40 40.5 105 76 DSK16 2.80
GSK16-135 A 40 40.5 135 106 DSK16 3.10
HSK100A-

GSK20-120 A 48 48.5 120 91 DSK20 3.00
GSK20-150 A 48 48.5 150 121 DSK20 3.30
GSK25-120 A 55 55 120 91 DSK25 3.20
GSK25-150 A 55 55 150 121 DSK25 3.50

T ERSRFRRMREE, MEftO KRR SinmE KRS

Notice: Collets and wrenchs shall be orderer separately, internal-cooling nuts and flange-cooling nuts see appendix for details.
45/ / Feature

wEIFEIRTE: G2.5; 25,000 rpm, mBalanced: G2.5; 25,000 rpm.

w3DAMZMAEBEEN0.005mmLL T, mRunout (X3D)<0.005mm.
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BT-GHP i&/%JJR
BT-GHP Hydraulic Chuck

...[L-
s
‘ p—

D

1

PA39-440 | P442

q&g% R~ Dimension (mm) ﬁﬁﬁﬁ?& RE Wei?ht
Ordering Code d D1 D2 L H v L1 Suit collet | Wrench (kg)
GHP6-70 6 28 45 70 27.5 10 28 - THO4T 0.68
GHP8-70 8 30 45 70 27.5 10 28 - THO4T 0.71
GHP10-75 10 32 45 75 325 10 38 - THO4T 0.73
GHP12-75 12 34 45 75 375 10 36 D12/0D12 | THO4T 0.78
BT30- GHP14-85 14 36 45 85 375 10 44 - THO4T 0.83
GHP16-90 16 38 45 90 425 10 48 = THO4T 0.92
GHP18-90 18 41 45 90 425 10 48 - THO4T 0.95
GHP20-90 20 43 - 90 425 10 - D20/0D20 | THO4T 0.98
GHP6-65 6 28 50 65 27.5 10 23 - THO4AT 1.26
GHP6-90 6 28 50 90 27.5 10 44 - THO4T 1.42
GHP6-140 6 28 50 140 27.5 10 44 - THOAT 2.16
GHP8-65 8 30 50 65 27.5 10 23 - THOAT 1.26
GHP8-90 8 30 50 90 27.5 10 39 - THOAT 1.43
GHP8-140 8 30 50 140 27.5 10 44 - THO4AT 22
GHP10-65 10 32 50 65 325 10 23 - THOAT 1.26
GHP10-90 10 32 50 90 325 10 44 - THO4T 1.45
GHP10-140 10 32 50 140 325 10 44 - THO4T 24
GHP12-65 12 34 50 65 375 10 23 D12/0D12 | THO4T 1.26
GHP12-90 12 34 50 90 375 10 44 D12/0D12 | THO4T 1.46
BT40- | GHP12-140 12 34 50 140 37.5 10 44 D12/0D12 | THO4T 2.6
GHP14-65 14 36 50 65 375 10 23 - THO4T 1.26
GHP14-90 14 36 50 90 375 10 44 = THOAT 1.48
GHP14-140 14 36 50 140 375 10 44 - THOAT 2.8
GHP16-65 16 38 50 65 425 10 23 - THO4T 1.27
GHP16-90 16 38 50 90 425 10 48 - THOAT 1.5
GHP16-140 16 38 50 140 425 10 48 - THOAT 2.8
GHP18-75 18 41 50 75 425 10 30 - THO4T 135
GHP18-90 18 41 50 90 425 10 48 - THO4T 1.53
GHP18-140 18 41 50 140 425 10 48 - THOAT 2.85
GHP19-75 19 43 50 75 101 10 30 - THO4T 138
GHP20-75 20 43 50 75 425 10 30 D20/0D20 | THO4T 14
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GESAC

BT-GHP i&/%JJR
BT-GHP Hydraulic Chuck

g
v

7 ‘ pa—
, [ =t
P4£40 P442
iTRe R~ Dimension (mm) EREE IRE We%ht

Ordering Code d D1 D2 L H v L1 Suit collet | Wrench (kg)
GHP20-90 20 43 50 90 425 10 48 D20/0D20 | THO4T 1.56
GHP20-140 20 43 50 140 42.5 10 48 D20/0D20 THOAT 2.89
GHP25-100 25 57 - 100 51 10 73 - THOST 2.05
BT40- GHP25-135 25 57 - 135 51 10 108 - THOST 2.75
GHP32-105 32 63 - 100 55 10 - D32/0D32 THOST 2.28
GHP32-135 32 63 - 135 55 10 - D32/0D32 THOST 2.95
GHP6-90 6 28 50 90 27.5 10 23 - THOAT 4.03
GHP6-120 6 28 50 120 27.5 10 44 = THO4T 4.35
GHP6-140 6 28 50 140 27.5 10 44 - THO4T 4.65
GHP8-90 8 30 50 90 27.5 10 23 - THO4T 4.05
GHP8-120 8 30 50 120 27.5 10 40 - THO4T 442
GHP8-140 8 30 50 140 27.5 10 44 - THO4T 4.68
GHP10-90 10 32 50 90 325 10 23 - THOAT 4.06
GHP10-120 10 32 50 120 325 10 44 - THOAT 441
GHP10-140 10 32 50 140 325 10 44 - THOAT 471
GHP12-90 12 34 50 90 375 10 23 D12/0D12 THOAT 4.07
GHP12-120 12 34 50 120 375 10 44 D12/0D12 THOAT 443
GHP12-140 12 34 50 140 375 10 44 D12/0D12 THOAT 473
BT>0- GHP14-90 14 36 50 90 375 10 23 - THO4T 4.07
GHP14-120 14 36 50 120 375 10 44 - THO4T 443
GHP14-140 14 36 50 140 375 10 44 - THO4T 472
GHP16-90 16 38 50 90 425 10 23 - THOAT 4.08
GHP16-120 16 38 50 120 42.5 10 48 - THO4AT 443
GHP16-140 16 38 50 140 42.5 10 48 = THO4AT 473
GHP18-90 18 41 50 90 42.5 10 32 - THO4T 4.1
GHP18-120 18 41 50 120 425 10 48 - THO4T 4.47
GHP18-140 18 41 50 140 425 10 48 - THO4T 4.75
GHP20-90 20 43 50 90 425 10 32 D20/0D20 | THO4T 4.11
GHP20-120 20 43 50 120 425 10 48 D20/0D20 THO4T 4.5
GHP20-140 20 43 50 140 425 10 48 D20/0D20 THO4T 4.79
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BT-GHP i&IEJJHR
BT-GHP Hydraulic Chuck

] -

P439-440 P442

iTee R~ Dimension (mm) EEX RF W%i?ht
Ordering Code d D1 D2 L H Vv L1 Suit collet | Wrench (kg)
GHP25-105 25 57 - 105 51 10 67 - THOST 46
GHP25-150 25 57 = 150 51 10 112 = THOST 54
BTs0- GHP32-115 32 63 - 115 55 10 77 D32/0D32 THOST 4.85
GHP32-150 32 63 - 150 55 10 112 D32/0D32 | THO5T 5.67

E RINEISIRE, BRI,

Notice: Wrench is included, while collet shall be ordered separately.
4%/ / Feature

wEfFFHERRTE: G2.5; 20000 rpm, mBalanced: G2.5; 20000 rpm.
u3DAMEAEBEEN0.003mmEAT. mRunout (X3D)<0.003mm.
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HSK-A-GHP #&EJJ#R
HSK-A-GHP Hydraulic Chuck —

. ‘_ﬂ )

P439-440 442

iIL—'*fFE R~ Dimension (mm) Jﬁ};ﬁféj;& IRE W%%ht

Ordering Code d D1 D2 L H v L1 Suit collet | Wrench (kg)
GHP6-70 6 28 34 27.5 10 28 70 - THO4T 0.55
GHP8-70 8 30 34 27.5 10 28 70 - THO4AT 0.56

HSK40A-
GHP10-75 10 32 34 325 10 34 75 - THOAT 0.61
GHP12-85 12 34 34 375 10 = 85 D12/0D12 | THO4T 0.68
GHP6-70 6 28 40 27.5 10 28 70 - THO4T 0.74
GHP8-70 8 30 40 27.5 10 28 70 - THOAT 0.75
GHP10-75 10 32 40 325 10 34 75 - THOAT 0.82
GHP12-85 12 34 40 375 10 44 85 D12/0D12 | THO4T 0.87

HSK50A-
GHP14-85 14 36 40 375 10 44 85 - THO4T 0.90
GHP16-90 16 38 60 425 10 30 90 - THO4T 0.94
GHP18-90 18 41 - 425 10 - 90 - THO4T 0.96
GHP20-90 20 42 - 425 10 - 90 D20/0D20 | THO4T 0.99
GHP6-70 6 28 50 27.5 10 24 70 -- THO4T 1.01
GHP8-70 8 30 50 27.5 10 24 70 - THO4T 1.02
GHP10-80 10 32 50 325 10 35 80 - THOAT 1.08
GHP12-85 12 34 50 375 10 40 85 D12/0D12 | THO4T 1.13
GHP14-85 14 36 50 375 10 40 85 - THOAT 1.17

HSK63A-
GHP16-90 16 38 50 425 10 46 90 = THOAT 1.21
GHP18-90 18 41 50 425 10 47 90 - THOAT 1.22
GHP20-90 20 43 50 425 10 48 90 D20/0D20 | THO4T 1.25
GHP25-120 25 57 63 51 10 59 120 - THOS5T 217
GHP32-125 32 63 75 55 10 63 125 D32/0D32 | THO5T 2.54
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HSK-A-GHP & JEJJ#R
HSK-A-GHP Hydraulic Chuck

L o

°
L]
A

IR

= PA39-440 | P442

111)_‘43,-:-5 R~ Dimension (mm) ﬁﬁgfgj;& RE W%%ht
Ordering Code d D1 D2 L H v L1 Suit collet | Wrench (kg)
GHP6-75 6 28 54 27.5 10 26 75 - THOAT 24
GHP8-75 8 30 54 27.5 10 26 75 - THO4T 241
GHP10-90 10 32 50 325 10 42 90 - THO4T 248
GHP12-95 12 34 50 375 10 47 95 D12/0D12 | THO4T 2.53
HSK100A- GHP14-95 14 36 50 375 10 47 95 - THOAT 2.58
GHP16-100 16 38 50 425 10 53 100 = THOAT 2.61
GHP18-100 18 41 50 425 10 53 100 - THOAT 2.66
GHP20-105 20 43 50 425 10 59 105 | D20/0OD20 | THOAT 2.75
GHP25-120 25 57 63 51 10 62 120 - THOS5T 3.39
GHP32-125 32 63 75 55 10 62 125 | D32/0D32| THOS5T 3.66

xRNSR, BRERIHTHE.

Notice: Wrench is included, while collet shall be ordered separately.
45m / Feature

wE I FEIRE: G2.5; 20000 rpm, mBalanced: G2.5; 20000 rpm.
w3D4MEAEBEEN0.003mmLLT, mRunout (X3D)<0.003mm.
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BT-SFA4ETIHR

BT-SF Shrink Fit Holder

L(Max)

L(Min)

i]fﬂr—'f":'s R~ Dimension (mm) W%%ht
Ordering Code d D1 D2 L1 L(Max) L(Min) (kg)
SF3-80 3 10 10 80 - 9 035
SF4-80 4 10 10 80 - 12 0.40
SF5-80 5 10 10 80 - 15 043
SF6-80 6 21 27 80 28 18 0.45
SF8-80 8 21 27 80 34 24 0.50
BT30- SF10-80 10 24 32 80 40 30 0.55
SF12-80 12 24 32 80 40 30 0.62
SF14-80 14 27 34 80 42 32 0.65
SF16-80 16 27 34 80 42 32 0.68
SF18-80 18 33 42 80 50 40 0.71
SF20-90 20 33 42 90 50 40 0.75
SF3-90 3 10 10 90 - 9 1.00
SF4-90 4 10 10 90 - 12 1.10
SF5-90 5 10 10 90 - 15 1.00
SF6-90 6 21 27 90 28 18 115
SF6-130 6 21 27 130 28 18 1.20
SF6-160 6 21 27 160 28 18 1.40
SF6-200 6 21 27 200 28 18 1.90
SF8-90 8 21 27 90 34 24 115
SF8-130 8 21 27 130 34 24 1.30
SF8-160 8 21 27 160 34 24 1.50
BT40- SF8-200 8 21 27 200 34 24 1.90
SF10-90 10 24 32 90 40 30 1.20
SF10-130 10 24 32 130 40 30 1.50
SF10-160 10 24 32 160 40 30 1.80
SF10-200 10 24 32 200 40 30 1.90
SF12-90 12 24 32 90 40 30 1.30
SF12-130 12 24 32 130 40 30 1.60
SF12-160 12 24 32 160 40 30 1.80
SF12-200 12 24 32 200 40 30 2.00
SF14-90 14 27 34 90 42 32 130
SF14-130 14 27 34 130 42 32 1.60
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BT-SF#UET IR
BT-SF Shrink Fit Holder

5
[(Max)
LMin) " T -
-
TR
qfﬁ% R~ Dimension (mm) W%%ht
Ordering Code d D1 D2 L1 L(Max) L(Min) (kg)
SF14-160 14 27 34 160 42 32 1.80
SF14-200 14 27 34 200 42 32 2.00
SF16-90 16 27 34 90 42 32 1.40
SF16-130 16 27 34 130 42 32 1.70
SF16-160 16 27 34 160 42 32 1.95
SF16-200 16 27 34 200 42 32 2.20
SF18-90 18 33 42 90 50 40 1.50
SF18-130 18 33 42 130 50 40 1.80
SF18-160 18 33 42 160 50 40 2.00
SF18-200 18 33 42 200 50 40 2.30
BT40- SF20-90 20 33 42 90 50 40 1.55
SF20-130 20 33 42 130 50 40 1.85
SF20-160 20 33 42 160 50 40 2.05
SF20-200 20 33 42 200 50 40 2.35
SF25-100 25 44 53 100 55 45 1.65
SF25-130 25 44 53 130 55 45 1.90
SF25-160 25 44 53 160 55 45 2.20
SF25-200 25 44 53 200 55 45 2.50
SF32-100 32 44 53 100 60 50 2.00
SF32-130 32 44 53 130 60 50 2.30
SF32-160 32 44 53 160 60 50 2.60
SF6-100 6 21 27 100 28 18 3.70
SF6-130 6 21 27 130 28 18 3.80
SF6-160 6 21 27 160 28 18 3.88
SF6-200 6 21 27 200 28 18 4.00
SF8-100 8 21 27 100 34 24 3.60
BT50- SF8-130 8 21 27 130 34 24 3.70
SF8-160 8 21 27 160 34 24 3.90
SF8-200 8 21 27 200 34 24 4.00
SF10-100 10 24 32 100 40 30 3.65
SF10-130 10 24 32 130 40 30 3.78
SF10-160 10 24 32 160 40 30 4.00
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BT-SF#4ETJH%
BT-SF Shrink Fit Holder

[(Max) -
LMin) ‘ i e

Ordgi':%%'c()de R~ Dimension (mm) - W%%ht

d D1 D2 L1 L(Max) L(Min) (kg)
SF10-200 10 24 32 200 40 30 415
SF12-100 12 24 32 100 40 30 3.70
SF12-130 12 24 32 130 40 30 3.80
SF12-160 12 24 32 160 40 30 410
SF12-200 12 24 32 200 40 30 4.25
SF14-100 14 27 34 100 42 32 3.70
SF14-130 14 27 34 130 42 32 3.80
SF14-160 14 27 34 160 42 32 410
SF14-200 14 27 34 200 42 32 4.25
SF16-100 16 27 34 100 42 32 3.75
SF16-130 16 27 34 130 42 32 3.88
SF16-160 16 27 34 160 42 32 4.20
SF16-200 16 27 34 200 42 32 4.50
SF18-100 18 33 42 100 50 40 3.75
BT50- SF18-130 18 33 42 130 50 40 3.88
SF18-160 18 33 42 160 50 40 4.20
SF18-200 18 33 42 200 50 40 4.50
SF20-100 20 33 42 100 50 40 3.80
SF20-130 20 33 42 130 50 40 4.00
SF20-160 20 33 42 160 50 40 4.30
SF20-200 20 33 42 200 50 40 4.60
SF25-100 25 44 53 100 55 45 3.82
SF25-130 25 44 53 130 55 45 4.05
SF25-160 25 44 53 160 55 45 433
SF25-200 25 44 53 200 55 45 4.65
SF32-100 32 44 53 100 60 50 4.00
SF32-130 32 44 53 130 60 50 4.40
SF32-160 32 44 53 160 60 50 4.70
SF32-200 32 44 53 200 60 50 5.00

4%r5 / Feature
wESFERRRE: G2.5; 25,000 rpm, mBalanced: G2.5; 25,000 rpm.
w3DMZMEBERN0.003mmLAT, mRunout (X3D)<0.003mm.
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HSK-A-SFUETITR
HSK-A-SF Shrink Fit Holder .

I ' ! e
S 'u S
& X
iTHEE R~ Dimension (mm) 2
Ordg@%o‘je d D1 D2 L1 L(Max) L(Min) W(ek'g)ht

SF3-80 3 10 10 80 - 9 0.50
SF4-80 4 10 10 80 - 12 0.60
SF5-80 5 10 10 80 - 15 0.70
SF6-80 6 21 27 80 28 18 0.80
SF6-130 6 21 27 130 28 18 1.00
SF6-160 6 21 27 160 28 18 1.20
SF8-80 8 21 27 80 34 24 0.80
SF8-130 8 21 27 130 34 24 1.02
SF8-160 8 21 27 160 34 24 1.25
SF10-85 10 24 32 85 40 30 0.90
SF10-130 10 24 32 130 40 30 117
SF10-160 10 24 32 160 40 30 145
SF12-90 12 24 32 90 40 30 0.92
SF12-130 12 24 32 130 40 30 115
SF12-160 12 24 32 160 40 30 1.55
skeaa | ST1490 14 27 34 90 42 32 0.95
SF14-130 14 27 34 130 42 32 118
SF14-160 14 27 34 160 42 32 1.60
SF16-95 16 27 34 95 42 32 1.00
SF16-130 16 27 34 130 42 32 1.21
SF16-160 16 27 34 160 42 32 1,65
SF18-95 18 33 42 95 50 40 1.05
SF18-130 18 33 42 130 50 40 1.25
SF18-160 18 33 42 160 50 40 1.70
SF20-100 20 33 42 100 50 40 1.20
SF20-130 20 33 42 130 50 40 149
SF20-160 20 33 42 160 50 40 1.80
SF25-115 25 44 53 115 55 45 1.98
SF25-160 25 44 53 160 55 45 2.10
SF32-120 32 44 53 120 60 50 2.10
SF32-160 32 44 53 160 60 50 2.60
SF10-160 10 24 32 160 40 30 4.00
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HSK-A-SFRYETIHR
HSK-A-SF Shrink Fit Holder

I (Max) '
l I_?r:;in) g h‘-
iTem R~ Dimension (mm) 2
Ord;ﬂ”*g?“de d D1 D2 L1 L(Max) L(Min) W(ek'gg)ht
SF6-85 6 21 27 85 28 18 2.00
SF6-130 6 21 27 130 28 18 2.30
SF6-160 6 21 27 160 28 18 2.62
SF8-85 8 21 27 85 34 24 2.00
SF8-130 8 21 27 130 34 24 2.30
SF8-160 8 21 27 160 34 24 2.65
SF10-90 10 24 32 90 40 30 2.20
SF10-130 10 24 32 130 40 30 240
SF10-160 10 24 32 160 40 30 2.70
SF12-95 12 24 32 95 40 30 2.30
SF12-130 12 24 32 130 40 30 2.50
SF12-160 12 24 32 160 40 30 2.75
SF14-95 14 27 34 95 42 32 2.35
HSK100A- SF14-130 14 27 34 130 42 32 2.60
SF14-160 14 27 34 160 42 32 2.85
SF16-100 16 27 34 100 42 32 2.50
SF16-130 16 27 34 130 42 32 2.80
SF16-160 16 27 34 160 42 32 3.13
SF18-100 18 33 42 100 50 40 2.55
SF18-130 18 33 42 130 50 40 2.85
SF18-160 18 33 42 160 50 40 3.21
SF20-105 20 33 42 105 50 40 2.60
SF20-130 20 33 42 130 50 40 2.90
SF20-160 20 33 42 160 50 40 3.25
SF25-115 25 44 53 115 55 45 2.80
SF25-160 25 44 53 160 55 45 3.40
SF32-120 32 44 53 120 60 50 3.20
SF32-160 32 44 53 160 60 50 3.60
4553 /Feature

nEIPEIRTE: G2.5; 25,000 rpm, mBalanced: G2.5; 25,000 rpm.
w3DAMRAEBEEN0.003mmLLT, mRunout (X3D)<0.003mm.
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DSKiEE#ERIK

DSK Precision Collet

walsAs buljoo] SINIMH ©

= o~
iTHE R~ Dimension (mm)
Ordering Code D D1 L
6 9 7.5 25
10 13 11.9 30.5
DSK 16 20.3 18.7 45
20 24 23 50
25 29.3 28.7 57
DSK6-11PCS DSK10-18PCS DSK16-27PCS
RS SBEl T8RS SBEl T8RS SBE
Ordering Code Range(mm) Ordering Code Range(mm) Ordering Code Range(mm)
2 1.8-2.0 2 1.75-2.0 3 2.75-3.0
2.5 2.3-25 3 2.75-3.0 35 3.0-3.5
3 2.8-3.0 35 3.0-35 4 3.5-4.0
3.5 3.0-35 4 3.5-4.0 45 4.0-4.5
DSK6- 4 3.5-4.0 4.5 4.0-4.5 5 4.5-5.0
4.5 4.0-4.5 5 4.5-5.0 55 5.0-5.5
5 4.5-5.0 5.5 5.0-5.5 6 5.5-6.0
5.5 5.0-5.5 6 5.5-6.0 6.5 6.0-6.5
6 5.5-6.0 psK10- 6.5 6.0-6.5 7 6.5-7.0
7 6.5-7.0 7.5 7.0-7.5
7.5 7.0-7.5 8 7.5-8.0
8 7.5-8.0 8.5 8.0-8.5
8.5 8.0-8.5 9 8.5-9.0
9 8.5-9.0 DSK16- 9.5 9.0-9.5
9.5 9.0-9.5 10 9.5-10.0
10 9.5-10.0 10.5 10.0-10.5
11 10.5-11.0
11.5 11.0-11.5
12 11.5-12.0
12.5 12.0-12.5
13 12.5-13.0
13.5 13.0-13.5
14 13.5-14.0
14.5 14.0-14.5
15 14.5-15.0
155 15.0-15.5
16 15.5-16.0
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DSK#5®= et RIk

let

DSK Precision Col

= o
DSK20-34PCS DSK25-45PCS DSK25-45PCS
iT8RE SBEl RS SBEl T8RS SBEl
Ordering Code Range(mm) Ordering Code Range(mm) Ordering Code Range(mm)
35 3.0-35 35 3.0-35 15 14.5-15.0
4 3.5-4.0 4 3.5-4.0 15.5 15.0-15.5
4.5 4.0-4.5 45 4.0-45 16 15.5-16.0
5 4.5-5.0 5 45-50 16.5 16.0-16.5
5.5 5.0-55 5.5 5.0-5.5 17 16.5-17.0
6 5.5-6.0 6 5.5-6.0 17.5 17.0-17.5
6.5 6.0-65 6.5 6.0-6.5 18 17.5-18.0
7 6.5-7.0 7 6.5-7.0 18.5 18.0-18.5
5 7.0-7.5 75 7.0-7.5 19 18.5-19.0
& s 8 7.5-80 195 19.0-19.5
8> 8.0-85 8.5 8.0-8.5 DSK25- 20 19.5-20.0
9 8.5-9.0 DSK25- 9 8.5-9.0 205 20.0-20.5
95 9.0-9.5
n 55100 95 9.0-9.5 21 20.5-21.0
10 9.5-10.0 21.5 21.0-21.5
10.5 10.0-10.5
” 105110 10.5 10.0-10.5 22 21.5-22.0
15 110415 11 10.5-11.0 22.5 22.0-22.5
DSK16- - 115120 11.5 11.0-11.5 23 22.5-23.0
125 120125 12 11.5-12.0 235 23.0-23.5
13 125-13.0 12,5 12.0-12.5 24 23.5-24.0
135 13.0-135 13 12.5-13.0 24.5 24.0-24.5
12 13.5-14.0 13,5 13.0-13.5 25 24.5-25.0
14.5 14.0-14.5 L 13.5714.0
15 14.5-15.0 14.5 14.0-14.5
15.5 15.0-15.5
16 15.5-16.0
16.5 16.0-16.5
17 16.5-17.0
17.5 17.0-17.5
18 17.5-18.0
18.5 18.0-18.5
19 18.5-19.0
19.5 19.0-19.5
20 19.5-20.0 iE: DSKESERFDSK/GSKTIHA, HBEEHR/IUP: 0.005mm.
Note: DSK collet is suitable for DSK/GSK holder, Collet Precision: 0.005mm.
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DEYumiE HIK BT R RS

Hydraulic Collet - Flange Cooling

)

‘ F ]

18RS R~ Dimension (mm)
Ordering Code q = 1
3 3 12 45
4 4 12 45
DHC12- 5 5 12 5
6 6 12 45
8 8 12 45
3 3 20 50.5
4 4 20 50.5
5 5 20 50.5
6 6 20 50.5
DHC20- 8 8 20 50.5
10 10 20 50.5
12 12 20 50.5
14 14 20 50.5
16 16 20 50.5
6 6 32 60.5
8 8 32 60.5
10 10 32 60.5
12 12 32 60.5
DHC32- 14 14 32 60.5
16 16 32 60.5
18 18 32 60.5
20 20 32 60.5
25 25 32 60.5
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ODEIFLHIKIRIETITREE R EIR
Hydraulic Collet - Internal Cooling

oFE

],

ITRE R~ Dimension (mm)
Ordering Code d D 1
3 3 12 45
4 4 12 45
ODHC12- 5 5 12 45
6 6 12 45
8 8 12 45
3 3 20 50.5
4 4 20 50.5
5 5 20 50.5
6 6 20 50.5
ODHC20- 8 8 20 50.5
10 10 20 50.5
12 12 20 50.5
14 14 20 50.5
16 16 20 50.5
6 6 32 60.5
8 8 32 60.5
10 10 32 60.5
12 12 32 60.5
ODHC32- 14 14 32 60.5
16 16 32 60.5
18 18 32 60.5
20 20 32 60.5
25 25 32 60.5
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IR JRIELRNE
J-Nut For High Speed Tool Holder

JENBIEIT 55 R .
J-Nut FILNHKEHEIT SRS RFE
Nut Seal (Internal Cooling) Wrench
DSK GSK
DSK6-J GSK6-J MSK6-C3, 3.3, 4, 42, 5. 6 TMSK10
DSK10-J GSK10-J MSK10-C3, 4. 4.5, 5. 55, 6, 6.2, 6.5, 6.8, 7. 8. 85, 10 TMSK16
DSK16-J GSK16-J MSK16-C7, 8, 85, 10, 10.3, 11, 11.5, 12, 125, 13.5, 14, 15, 16 TMSK20
DSK20-J GSK20-) MSK20-C8. 10. 12, 16, 17.5. 20 TMSK25
DSK25-) GSK25-) MSK25-C8. 10, 12, 16, 17, 17.5. 18, 20, 25 TMSK6
JENRBIT RS . .
J-Nut IREHKESFT RS RF
Nut Seal (Flange Cooling) Wrench
DSK GSK
DSK6-J GSK6-J MSK6-D3, 3.3, 4, 42, 5. 6 TMSK10
DSK10-J GSK10-J MSK10-D3, 4. 45, 5. 55, 6, 6.2, 6.5, 6.8, 7. 8, 85, 10 TMSK16
DSK16-J GSK16-J MSK16-D7, 8. 8.5, 10, 10.3, 11, 11.5, 12, 125, 13.5, 14, 15, 16 TMSK20
DSK20-J GSK20-) MSK20-D8, 10, 12, 16, 17.5. 20 TMSK25
DSK25-) GSK25-) MSK25-D8, 10, 12, 16, 17, 17.5, 18, 20, 25 TMSK6

SIR7JTRIELENE
J-Nut For High Speed Tool Holder

18RS R~ Dimension (mm)
Ordering Code D ) T
6 19.5 21 M15.5x1.0P
10 27 24 M21.5x1.0P
GSK 16 40 31 M32x1.5P
- 48 33 M40x1.0P
2 55 37 M45x1.5P
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GSKERETRRF

Wrench For GSK Tool Holder

3 \ =8
WS it Weight
Ordering Code Clamping Nut (kg)
6 DSK6 0.30
10 DSK10 0.35
TGSK 16 DSK16 0.40
20 DSK20 0.50
25 DSK25 0.55
A
THARTF
Wrench - T
e R~ Dimension (mm)
Ordering Code
d L T
THO3T-L 3 110 3 i
THOAT-L 4 120 4
-
THOS5T-L 5 150 5 \1
THO6T-L 6 170 6 =
THO8T-L 8 190 8
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HIHIEN R
Wrench For GSK Tool Holder

HASEHRERR Parameter and Unit

D $tJJEfR Diameter (mm) Fn S48 Feed per Revolution (mm/rev)
ap IDHEIRE Cutting Depth (mm) fz 4G7)#AE Feeding per Teeth (mm/tooth)
ae HJHIZEE Cutting Width (mm) Z 7J373# Number of Teeth
Vi BHAEE Feed Rate (mm/min) n EiEEE Spindle Speed (rev/min)
Ve JJHIERE Cutting Speed (m/min) L T{FASWHAKE Length (mm)
Q £JEIYI= Rate of Metal Removal (cm*/min) Tc INIHHE) Processing Time (min)

BATEAT General Formula
n  ZEiHEEE Spindle Speed n= w (rev/min)

¥ . DN .
Vc {JJHIIERE Cutting Speed Vc= ———(m/min)
1000
Vf  HHAERE Feed Rate Vi=fz.z.n (mm/min)
f=T _ Vf
fz SBTHHARE Feed per Teeth fz= #(mm)
Q $&£ELIYI= Rate of Metal Removal Q= %L (cm?/min)
L .

Tc ANIAFE Processing Time Te= (min)

Vf
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Ttttk
Workpiece Material Table
o = HhGEE o EGREE TR ECHRE
|so$ZM*é%%ria| MC Tie Cﬁl;%n Tensile Brinell Rockwell
Group GESAC Workpiece Material A S'Elr/ength Harﬁgess HaﬁdRrEess
mm2
KRR, KB
P Low-carbon Steels,Long Chipping. C<0.25% <530 <125
RSN, falE, S
P2 gowlcarbon Steels,Short Chipping,Free-cutting | C<0.25% <530 <125
teels
TR R RN
n P3 ﬁ:'gh-carbon Steels, Medium-carbon Steels. C>0.25% >530 <220 <25
SR, TN
0 P4 Alloy Steels Tool Steels. Coz o <eEl <8
Steels A4, TEIN
P5 Alloy Steels Tool Steels. C>0.25% 850-1400 340-450 35-48
BREMTEN, SEARRER, PHAENR
P6 Ferritic Stainless Steels, Martensitic Stainless C=(0-0.4)% 600-900 <330 <35
Steels,PH Stainless Steels.
RGN, SEAAEEN, PH A5,
P7 High-strength Ferritic Stainless Steels, C=(0.1-0.6)%| 900-1350 330-450 35-48
Martensitic Stainless Steels,PH Stainless Steels.
BAEGHRANEEN, -
M M1 AustenitigStainIess Steels. C=(0.05-0.15)% <600 130-200
AR E IR AN FRE AN
TGRS M2 High-Strength Austenitic Stainless Steels C=(0.05-0.15)% | 600-800 150-230 <25
Stainless and Cast Stainless Steels.
Steels WHEAEEN =
M3 Duplex Stainless Steels. C=(0.05-0.20)% <800 135-275 <30
K1 Grey Cast Iron. 125-500 120-290 <32
m FENTEEAASHESR, RBHH
K2 |l\/lodera'cely Difficult Alloy Cast iron,Nodular Cast <600 130-260 <28
£ ron.
Cast Iron =
TS S S, IREHK
K3 Difficult rI?iglh-alloy Cast Iron,Nodular Cast Iron. >600 180-350 <43
iSRS :
. Wrouzéﬁt Aluminium Alloys. <520 60-90
HEHEEE .
m N2 Cast Aluminium Alloys. Sis12% <350 70-100
IS .
N3 Cast Rﬁminium Alloys. Si>12% 200-320 60-120
BE2RE
Non-ferrous| N4 i, HEe 200-650 60-200
Materials Copper,Copper Alloys.
aE, SaME Graphite,CFK,CFRP )
N5 Graph@DComposrce Materials. 600-1500
$ERESME(MMCs) GFK,CFK
N6 A:Iummlum based Composite Materials. <700 <210
HESESS
S1 Ironljbgzend Heat-resistant Alloys. 500-1200 160-260 2548
s2 | BEEEAS . 1000-1450 |  250-450 25-48
HaE. &% Cobalt-based Heat-resistant Alloys.
£ EEERAS
HZ?IE(ZSQ%M S3 Nickel-based Heat-resistant Alloys. 600-1700 160-450 <48
Titanium Allo VN EIN=
B osa Titanium and Titanium Alloys. 900-1600 300-400 33-48
TERHEEER)
H1 i—lardened Steels. 45-55
ERREEN
H2 Hardened Steels. 55-60
nﬁf‘ﬁﬂ -
H3 TERHEEEN) 60-65
Hardgness Hardened Steels.
Materials 2
RRSEEN
H4 i—lardened Steels. >65
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BrIEERHMHSEBRAE

Hodlk: FEEITHAREKKIERK 69 S

Tttt FEEIETTWERXERE 1601-1629 &
FEiE: +86-592-7107392

fEH: +86-592-7107322

HRZm: 361006

FBHE: gesac@cxtc.com

ROk Http://www.gesac.com.cn

XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

Add: No.69 Xinglong Road Huli Xiamen CHINA

Factory Add:No.1601-1629 Jicheng Road Industrial Concentration Area Tongan Xiamen CHINA
Tel: +86-592-7107392

Fax: +86-592-7107322

PC: 361006

Email: gesac@cxtc.com 400-998-6858 )

Http://www.gesac.com.cn
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