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Changzhou HANDERK Precision Tools Co., Ltd. is located in Xixiashu,
a famous tool town in China, with elegant environment and convenient
transportation, Founded in 2000, the company specializes in the
production of CNC cutting tools including Carbide End Mills, Carbide
Drills, Carbide Inserts, etc. We have relatively complete product
development, manufacturing, and sales capabilities, and has taken the
lead in passing the 1509001: 2018 international quality management
system certification,

Up to now, HANDERK has a total asset of mare than 200 million RMB,
three branch factories with a total area of 6,000 square meters and over
120 employees. 160 sets of domestic and imported equipment, including
SAGE, WALTER, and ANCA, manufacture different products respectively,
with thousands of stocks for each product specification.

Adhering to the belief that "Products and services are the vitality
of the enterprise”, HAMDERK is keeping to understand the needs of
customers and the market, strengthens the technical construction of
the team, improves the strength of manufacturing technology,
praduction and manufacturing process, and actively develops new
products to enhance our professionalism and innovation capabilities.
In addition to providing high-quality products and technical solutions,
we hope to provide more business assistance to our partners to achieve

common development and win-win cooperation,



. COMPANY
STRENGTH

1.235FE=5H / Main Products

ERaREE, RRF7. SRR, SRERT, BEF7, 188
7). BEERT, BAT, BE, AL, FON, BE7, ¥
i, EEAESAARNE, FTREEFEREHEAIFAETS.

FRICENAT MEREL, MU BEEGY. SBEaT. X
WAL, ERAGTL. §§ ..

Carbide rod, Carbide Square End Mill, Ball Mose End Mill, Coner Radius
End Mill, Square/Ball Nose/Corner Radius End Mill for Aluminum,
Chamfer Tool, Sport Drill, Carbide Drill Bit, Long Neck End Mill,
Roughing End Mill, non-standard products, commeon specifications are
available in large quantities, and various non-standard products
can be customized according to customer requirements,
Products are widely used in: aerospace industry, automobile,
motorcycle industry, electrical appliances and electronics, major
machinery manufacturing industry, advertising furniture industry,
etc.....

2.8 / Domestic Sales

*EESHEETEEZE, SLEFTXHGTREE, TSHEEBE
AL, IR, A,

There are 7 stores including offline distribution, online Taobao
and Tmall in all regions of the country. The main sales areas are
Zhejiang, Guangdong, Hebei, etc.

3.4HO%B% / Export Section

HE0SEF, HoTER B NE. HE. ZE. EEH.
M, DT, EEFHRE,
There are more than 80 countries in the world, mainly divided
into: Russia, Indenesia, India, the United States, Mexico, Vietnam,
Malaysia, Thailand and other regions.




ERIT
General
o Processing

SEEINLT
High hardness and
. High efficiency

. processing

TEeiEgINLT
Super hardness and

4 . High efficiency
processing

IN=E /1N
Titanium alloy
processing

‘ ~milL
Super bright
aluminum

: processing
_ '4W‘
SR ERNERIRITET]
ALL KINDS OF SOLID CARBIDE END MILLS

o iBA®R75 General Series
REBREHNBEFE R TSR M.
High performance products with high flexibility, high economy and
complete specifications.

* £M%R7 Special Series
BENER T EEEEN, IRMHREEAREItRTI A,
A unique quality tool that meets specific needs and has high efficiency,
reliability, and durability.

o EHIERZE Customizad Solutions
BB ES R RAES RS SR~ M.
Specially designed to meet high performance requirements of custom
products and advanced non-standard products.
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HRCAS5-Zi@iN, SHHFEInIES
Suitable for ordinary steel,cast iron material processing series

IERGESEIND, WEEENIT
The special tool design is very suitable for ordinary steel, cast iron material processing

PR

Cutting Parameters: P9-16 S

HRC55-Z st A0E RN T &S

Suitable for various steels universal processing series
FHMESESIER T RE, FRESSEREEEINT

The design of large helix angle and special edge,
very suitable for all kinds of steel general processing

A {"P"\ {'E\
Cutting Parameters: P20-27 N/

HRCO5-i5N, SHEA RSN T&S!

Suitable for stainless steel,cast iron high-efficiency processing series
FRESTIRE, FEEEDT
The special tool design is very suitable for stainless steel, castiron material processing
s O\ O\ A\ /N

P 'K M 'H

Cutting Parameters: P30-35 L

ST-HZAF-BEN, SR, HAENERNEESINNT
Suitable for hard steel, mold steel, and heat-treated steel material
high-speed and efficient processing

SRR, IEANESTER, SR, PR NN T
The special tocl design is very suitable for high-efficiency and high-speed cutting
of hard steel, mold steel, and heat-treated material processing

o PKMHS

Cutting Parameters: P38-41 s

ST-URFI-AEBIN, ae, BENENEESSIIT

Suitable for stainless steel, titanium alloy, and mold steel material
high-speed and efficient processing

EHBESTHN hos EFRREHHEEINT
The special tocl design is very suitable for processing stainless steel, titanium alloy,
and mold steel materials

ot PKMMAS

Cutting Parameters; p44-45 e

AL-EBREEAINTRS!
Super bright aluminum processing series

ERT RS TR e R T
Applicable to aluminum alloy material efficient ultra-bright processing

HElsm (ﬁ\

Cutting Parameters: P48-55



CPD-i, sHektZHiavEINTI RS

Rough processing for steel and cast iron material series
FEIESIEN, SHEERVEINT
Suitable for roughing of hard steel and cast iron
HIB o\ y\
P 'K

Cutting Parameters: P59-61 ./

SGX)-EBEFANIES

Suitable for High-precision micro diameter pocket machining series

XJ 5G
M EF K Micropath flat head 4%k Deep groove flat head

e -

xJ 5G
{a)vEBRk Micropath ball head i#i9Ek7)k Deep groove ball head

E——_
ﬂ_‘*‘_ L — = e

tEIEE o~ g~
Cutting Parameters: P64-67 P 3 K,

% DID-$, $EEMEAIINTES!

Suitable for steel and cast iron material processing series
FEIESH, SHEEAINTI Suitable for steel and cast iron

RIS
PR

Cutting Parameters: P69-T1 Wy“

é DXZ-3¥, SEskmRIINTIERS!
E— Suitable for steel and cast iron material processing seriestt

ERIESE, SEEEMINT Suitable for steel and cast iron

RIEE N\ I\
Cutting Parameters: P73-75 P 3 K P

NRD-i}, #Hexi7EaYINI TR

Suitable for steel and cast iron material processing series
ERIEAW, SEHEMINT Suitable for steel and cast iron
Cutting Parameters: P77-78 P 3\ K;
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TXD-ZFt a0 EAIN T &S

Suitable for various steels universal processing series

R ESSREMIERNT
The special tool design is very suitable for various steels universal processing
BT p\ g\

P K

Cutting Parameters: P80-81

&/

YWXD-Zsit7a0@mm IR

Suitable for various steels universal processing series

IFRESESAMERENT

The special tool design is very suitable for various steels universal processing
e P K

Cutting Parameters: P§2-83 &/

LWXD-ZfpeatrE AN T &5

Suitable for various steels universal processing series

IERESSFHREREAIN T
The special tool design is very suitable for various steels universal processing

R ph\ Mg\
Cutting Parameters: P85-86 P \Ej

ZT- SR RE RN T ERSY

Suitable for various steels universal processing series

IEMIESSIHMRERIERANT
The special tool design is very suitable for various steels universal processing

il o\ fu\
P

Cutting Parameters: P88-93



Icon Type And ldentification

WINT#%¥ Processed Material

M7 Stainless steel M

‘Special, super and titanium alloys
Hardened steel and chilled cast iron

BT Icons

T

Side Milling  Slot Milling  Profiling Step Milling  Roughing Helix Drilling

m CDatmg AITIN TisiN MNACO AICTSIN AL
: |

75 Series HRC45 HRC55 HR.CESi 700 | 750 AL | CPD | SGX)  DRD | DXZ | NRD | TXD |YWXD LWXD |YMXD ZT
8D Shank =

SHANK

SO IFARKESR 150 Standard Shank
7 Blade Length | ™ = =

| RS

$Eshort ¥ Standard £ Long
T# No. of Flutes —2 Ig @
27 2Flute 37 3Flute 471 4Flute

aee @ [

2TF ik 3Tk AT
2Flute, Square 3Flute, Square 4Flute, Square

o

ik

ZFlute, Ballnose
2neEsl ATEEL

2Flute, Comer-Radius 4Flute, Corner-Radius

sl 4§ 2

e, b U

Square  Corner-R Ballnose  Chamfer



SOLID END MILLS

ERE
NEW COATING

T ERINACO4H RAH ERAMIEE.
HERERIMEIEE T EIRNH BRI T HEE,

BT — R RN D S R i T E <) B EmaaE,
Mewly-developed NACO4 coating with improved wear resistance.

The smoothing treatment of the coating layer reduces the cutting resistance
and improves chip discharge significantly. This next-generation coating offers
longer tool life and higher efficiency in machining difficult-to-cut materials.

EREm
Smoothed Surface

WA RAINACOARER

Newly Developed NACO4 Coating
AEREMELH

Ultrafine Substrates

$REIRREILERRAR
FHNRENERRDSEI T RIFNTEE, FTLINS
HEHEREFREEEIRIE D, MiEsmn I8 %S,
Unique surface treatment technology

A good balance of smooth surfaces and sharp edges
enables smooth chip evacuation and reduced cutting
resistance, increasing machining efficiency and tool life.

PAZ =
DLC COATING
HES VD SRIGREEL, BEEEEE.

Hardness similar to that of CVD diamond coating achieved with high adhesion strength.

HIRAKRE
ALTIN+TISIN COATING

EREMERHERY, ADEBRENENS, ENERRERSSELLRE, ERTRILERNT
The coating has good high temperature resistance and low friction coefficient. It is suitable for
coating on high-speed steel or carbide drill bits, and is suitable for deep hole drilling and milling.

BYKRE
TIALSIN COATING

ZhEE I SRR ERT, ALHNR, ERENNERSSNLLRE, ERTEAMSRINT
The coating has good performance in drilling and milling cast iron or ordinary steel, reducing the
phenomenon of sticking. Suitable for coating on HSS or carbide drills; also suitable for deep

hole drilling and milling

REBRE
ALTIN COATING

Zik EERIEE T T45SHRCSS0HRCERENN T ##_ CREA IR FaEaE; SRlERTEEIAIINT
The coating can exert excellent performance on difficult-to-machine materials such as cutting
hardness between 45HRC and S0HRC; especially suitable for high-speed cutting




Stainless Steel

PRODUCT L nsizige [ i
APPLICATIONS



BN, HEAMAEIIIT

and cast iron materials

1 &
— )

’

ERFESSN, 45SHSHE
S apAImE T s
RASHEEATINGE, MEE, MHER

Suitable for processing low alloy steel,
No. 45 steel, ect.

Chipbreaker treatment for special
cutting edge

High-performance AITIN coating, high
temperature resistance, wear resistance

O EEFNT) ERIMEET

Improved edge wear resistance and tool rigidity




=89, §58k Ordinary steel, Cast iron

Carbide 2Flutes Square End Mill (Standard)

Poaso ATTIN. P -& Q’,- |_5_ M Unit

b D=12 D=12

il sld = 0
’ =0, 015 =0. 02
B =

Diameter Cutting Length Shank Owverall Length :
D i D2 L2 Ordering Code
mm mm mim mim
1 3 4 50 PD450-2F-01030450
1.5 5 4 50 PD450-2F-015050450
2 6 4 50 PD450-2F-02060450
2.5 8 4 50 PD450-2F-025080450
3 ] 3 50 PD450-2F-03090350
3 9 4 50 PD450-2F-03090450
3.5 11 4 50 PD450-2F-035110450
4 10 4 50 PD450-2F-04120450
5 12 g S0 PD450-2F-05130450
5 13 & 50 PD450-2F-05130650
=) 15 <] 50 PD450-2F-06150650
7 20 3 a0 PD450-2F-07 200860
g 20 8 1] PD450-2F-08200860
9 25 10 75 PD450-2F-09251075
10 25 10 75 PD450-2F-10251075
11 25 12 75 PD450-2F-11251275
12 30 12 75 PD450-2F-12301275
14 45 14 100 PD450-2F-144514100
15 45 16 100 PD450-2F-154516100
16 45 16 100 PD450-2F-164516100
18 45 18 100 PD450-2F-184518100
20 45 20 100 PD450-2F-204520100
HhoIHs TR (rmen) Mc
B0 | Workpisce Material || Depth of cut | mymin

BE&# | <45HRC) 1.50 W0 rote speed (min-1)
Carbon seet alloy stee :.ﬁ?&;m: i zﬁ’"ﬂ“‘“”ﬂ’ ‘,"“M
- RC} 3 B speed (min-1)

Alloy Steel ximza = ﬂwm

LERMEOTOEOnE, TIRUHRET, SRR FERES0%-T0%, BN A0% - 0% L
Abowe table is the standard cutting data for side milling maching, if for groowe outting , the VT should reach 50%-~T0% and the feed should reach 40%~60% based on the table.




=@iN, $8 Ordinary steel, Cast iron

Carbide 2Flutes Square End Mill (Extra Long)

posso AN MRC Ry, | S iz Unit
=15 ¢ [—‘ D D<12 D>12

sl . —
-0, 015 0. 02
B e

Diameter Cutting Length Shank Overall Length n
= L b2 L2 Ordering Code
mim mim mim mim
3 12 g 75 PD450-2F-03120375
4 15 4 75 PD450-2F-04160475
5 18 5 75 PD450-2F-05180575
6 25 6 75 PD450-2F-06240675
8 25 8 75 PD450-2F-08250875
3 12 3 100 PD450-2F-031203100
4 20 4 100 PD450-2F-042004100
5 30 5 100 PD450-2F-053005100
6 30 6 100 PD450-2F-063006100
8 35 8 100 PD450-2F-083508100
10 40 10 100 PD450-2F-104010100
12 45 12 100 PD450-2F-124512100
6 45 6 150 PD450-2F-064506150
8 50 8 150 PD450-2F-085008150
10 55 10 150 PD450-2F-105510150
12 55 12 150 PD450-2F-125512150
14 60 14 150 PD450-2F-147014150
16 70 16 150 PD450-2F-168016150
18 70 18 150 PD450-2F-188018150
20 70 20 150 PD450-2F-208020150

HTES I (mm) | Ve

B2 | \orkpiece Material || Depth of cut | mymin
e g | ewaiiecy
w&hwi :_5:5-131 130 ﬂfnu:w..tmrj

rESMEOTEEE, RN, SEmLLEEEmS0%-T0%, HEmIEIA0%- 0% TR,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC showld reach 50%-T0% and the feed should reach 40%-60% based on the table.




, @, 58k Ordinary steel, Cast iron
Carbide 4Flutes Square End Mill (Standard)

- HRC I
P50 AITIN "¢ @- ii IS_ b D=12 D>12
| 2 % Tol 0 0
ﬁﬂ iﬁﬁ =0. 015 =0, 02
W .

M
. g
L2
Diameter Cutting Length Shank Owverall Length g e
D D2 L2 Ordering Code
mm mm mm mm | :
1 F 4 50 PD450-4F-01030450
1.5 5 4 50 PD450-4F-015050450
2 6 4 50 PD450-4F-02060450
2.5 8 4 50 PD450-4F-025080450
3 9 3 50 PD450-4F-03090350
3 9 4 50 PD450-4F-03090450
3.5 11 4 50 PD450-4F-035110450
4 12 4 50 PD450-4F-04120450
5 13 5 50 -
5 13 [ 50 PD450-4F-05130650
6 15 6 50 PD450-4F-06150650
7 20 8 60 PD450-4F-07200860
8 20 8 60 PD450-4F-08200860
8 24 8 B0 -
9 25 10 75 PD450-4F-09251075
10 25 10 75 PD450-4F-10251075
10 30 10 75 PD450-4F-10301075
11 30 12 75 PD450-4F-11301275
12 30 12 75 PD450-4F-12301275
12 35 12 75 PD450-4F-12351275
13 45 14 100 PD450-4F-134514100
14 45 14 100 PD450-4F-144514100
15 45 16 100 PD450-4F-154516100
16 45 16 100 PD450-4F-164516100
18 45 18 100 PD450-4F-184518100
20 45 20 100 PD450-4F-204520100
[l
HaTEE e (remy | Ve 3 Fl [ A 0 1 12 1 16 1 20
B0 Warkpiece Material Depth of cut | mymin ﬂ}
SERlEm L RO%, W SRSl W W B % B W B W
ERE (S0HRC) apz1D 130 %8 rote speed (min-1) 13800 10350 g0 51 45150 : 250 20

Alloy Steal Ap=0.120 RS feed velocity {mmy/min) 610 S0

IEEMENTIREE, DRTHEE, SRR EERNS0%-T0%, HRERELIA0N-60%RE .
Above table is the standard cutting data for side milling maching, if for groove cutting , the YC should reach 50%-70% and the feed should reach 40%-60% bazed on the table.
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BN, §8 Ordinary steel, Castiron
Carbide 4Flutes Square End Mill (Extra Long)

oo A M AR g, e |
"5 @ ¢ IS— b D<12 D>12
ﬁﬂiﬂﬁﬁ £ 3 Tal 0 0
-0, 015 -0. 02
B e
M
S
L2
DiarBeter Cutt'mgLLength Sl'ggk
Rl i TR T Ordering Code
3 12 3 75 PD450-4F-03120375
3.5 11 4 75 PD450-4F-035110475
4 16 4 75 PD450-4F-04160475
5 18 5 75 PD450-4F-05180575
6 24 6 75 PD450-4F-06240675
8 25 8 75 PD450-4F-08250875
3 12 3 100 PD450-4F-031203100
4 20 4 100 PD450-4F-042004100
5 30 5 100 PD450-4F-053005100
6 30 6 100 PD450-4F-063006100
8 35 8 100 PD450-4F-083508100
10 40 10 100 PD450-4F-104010100
10 50 10 100 PD450-4F-105010100
12 45 12 100 PD450-4F-124512100
12 50 12 00 -4F-12501
6 45 6 50 PD450-4F-064506150
8 50 8 50 PD450-4F-085008150
10 55 10 150 PD450-4F-105510150
12 55 12 150 PD450-4F-125512150
14 70 14 150 PD450-4F-147014150
16 80 16 150 PD450-4F-168016150
18 80 18 150 PD450-4F-188018150
20 80 20 150 PD450-4F-208020150
6 50 6 200 PD450-4F-065006200
8 60 8 200 PD450-4F-086008200
10 65 10 200 PD450-4F-106510200
12 70 12 200 PD450-4F-127012200
14 80 14 200 PD450-4F-148014200
16 85 16 200 PD450-4F-168516200
20 90 20 200 PD450-4F-209020200
TS Yool Dter o)
#NTHE i ommy | Ve 3 1 4 T & B 10 1 12 1T 16 T 20
B2 | workpiece Material || Depthof cut | mimin -
BRLR (RO v b3 ' Bewareowey (e WS B B W W W W OW
S (SOHRC) apsiD 130 il rote speed (min-1) 13800 10350 6900 5180 4140 3450 3580 2070
Alloy Steel ap=0.120 N feed velocity (mm/min) &10 580 550 G20 560 50D 410 370

LB AT, TIRSmET, SR EWAREE0%-T0%, FRRELLA0%-60% M,
Above table is the standard cutting data for side milling maching, if for groowve cutting , the VIC should reach 50%~70% and the feed should reach 40%~60% based on the table,




|| #=@iN, 8% Ordinary steel, Castiron
Carbide Ball Nose End Mill (Standard)
aDaso AITIN T_f "Eﬁl 3;- l\JJ ff'-fw'f-'«‘r-it_

_ R R<L5 LB5R<3 R=>3
B e
M

£ ¥iTol 0 0 ]
-0. 015 =0.015 =0. 02

s Le
Cutting Length Radius Shank Overall Lenath =

: g b2 L2 Ordering Code
mm mm mm mm

2 0.5 4 50 QD450-2F-01020450
3 0.75 4 50 QD450-2F-015030450
4 1 4 50 QD450-2F-02040450
5 1.25 4 50 QD450-2F-025050450
6 1.5 3 50 QD450-2F-

6 1.5 4 50 QD450-2F-03060450
7 1.75 4 50 QD450-2F-035070450
8 2 4 50 QD450-2F-04080450
10 2.5 g S0 QD450-2F-05100550
10 2.5 [ S0 QD450-2F-05100650
12 3 6 50 QDA450-2F-06120650
14 3.5 8 60 QD450-2F-07120860
16 4 8 60 QD450-2F-08160860
20 5 10 5 QD450-2F-10201075
24 6 12 75 QD450-2F-12241275
28 7 14 100 QD450-2F-142814100
32 8 16 100 QD450-2F-163216100
36 9 18 100 QD450-2F-183618100
40 10 20 100 QD450-2F-204020100

M
O (mm) Ve 4 1 = 1 & 1
Depthof cut | mimin

D 1gg 0 role speed (min-1) g g .
P00 ' Dwediadwiody towmin 20 os 0% 103
aps01SD 120 WM rote speed (min-1) ; 6370 5460
PSOIED 0 MG feed velocity (movmin) 610 64 60 830

I ERAMENTOIREE, RN, WL EFREE50%-T0%, HSNNELIA0%-60%IRei,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 30%~T0% and the feed should reach 40%~60% based on the table.




|| 859, $&k Ordinary steel, Cast iron

Carbide Ball Nose End Mill (Extra Long)

= S S | igen i« [
aDaso AITIN e |
£ i?‘ B R R<1.5 1.5¢R<3 R=3
e #MTol 0 0 0

0. 015 0. 015 -0. 02

o Sl

M
%
D2 - rﬁ
L3 Le
Cutting Length Radius Shank Overall Length o :
L R D2 L2 Ordering Code
mm mm i mm .
6 15 3 75 QD450-2F-03060375
8 2 4 75 QD450-2F-04080475
10 2.5 5 75 QD450-2F-05100575
12 3 6 75 QD450-2F-06120675
16 4 8 75 QD450-2F-08160875
6 15 B 100 QD450-2F-030603100
4 2 4 100 QDA450-2F-040804100
10 2.5 5 100 QD450-2F-051005100
12 3 6 100 QD450-2F-061206100
16 4 3 100 QD450-2F-081608100
20 5 10 100 QD450-2F-102010100
24 6 12 100 QD450-2F-122412100
12 3 6 150 BIEE
16 4 8 150 QD450-2F-081608150
20 5 10 150 QDA450-2F-102010150
24 6 12 150 QD450-2F-122412150
28 7 14 150 QD450-2F-142814150
32 8 16 150 QD450-2F-163216150
36 9 18 150 QD450-2F-183618150
40 10 20 150 QD450-2F-204020150
12 3 6 200 QD450-2F-061206200
16 4 8 200 QD450-2F-081608200
20 5 10 200 QD450-2F-102010200
24 6 12 200 QD450-2F-122412200
32 8 16 200 QD450-2F-163216200
r e
ENTHE o () | ve I S I T I
ED Workpisce Matarial Depth ef cut | mymin ﬂ
B O . hiodp 0 meemnawedy e B4 W B BB BB NS NN 63 6
e B0 2 Bl W BB RRWR

welocity (mm/min) (31}

LERMENTOFEN, TR, SEEELLESIEMm0%-T0%, HSEmELIA0%-60%iFEE,
Above table i the standand cutting data for side milling maching, if for groove cutting , the VC should reach 50%- 70% and the feed should reach 40%-60% based on the wable.



=@, $58k Ordinary steel, Castiron
Carbide Corner Radius End Mill (Standard)

veaso amin  HRC JEB, }I,- = it Uni
45 . :

D=12 =12

&ﬂ & = : £ :
=0. 015 0. 02
. o

M
¥ —L'_I—_'
Diameter | Radius |Cutting Length{ Shank Overall Length _ . _

D R - D2 L2 Ordering Code

mim mim mim mim mim
1 0.2 3 4 50 YB450-4F-0102030450

1.5 0.2 5 4 50 YB450-4F-01502050450
2 0.2 6 4 50 YB450-4F-0202060450
2 05 6 4 50 YB450-4F-0205060450

2.5 0.2 8 4 50 YB450-4F-02502080450

2.5 0.5 8 4 50 YBA50-4F-02505080450
3 0.2 8 3 50 YB450-4F-0302090350
3 0.2 9 4 50 YB450-4F-0302090450
3 0.5 8 3 50 YB450-4F-0305090350
3 0.5 9 4 50 YB450-4F-0305090450

3.5 _0.5 11 4 50 | YB450-4F-03505110450 |
4 0.2 10 4 50 YB450-4F-0402120450
4 0.5 10 4 50 YB4A50-4F-0405120450
5 05 13 5 50 YB450-4F-0505130550
5 0.5 13 6 50 YB450-4F-0505130650 |
5 1 13 5 50 YB450-4F-051130550
5 1 13 b 50 YB450-4F-051130650 |
6 0.2 15 6 50 YB450-4F-0602150650 |
6 03 15 6 50 YRB450-4F-0603150650 |
6 0.5 15 6 50 YB450-4F-0605150650
6 1 15 6 50 YB450-4F-061150650
8 05 20 8 60 YB450-4F-0805200860
8 1 20 8 60 YB450-4F-081200860
8 2 20 8 60 YB450-4F-082200860

10 05 25 10 75 YB450-4F-1005251075

10 1 25 10 75 YB450-4F-101251075

10 2 25 10 75 YB450-4F-102251075

10 3 25 10 75 YB450-4F-103251075

12 0.5 30 12 75 YB450-4F-1205301275

12 1 30 12 75 YB450-4F-121301275

12 2 30 12 75 YB450-4F-122301275

12 3 30 12 75 YBA50-4F-123301275

LR RN, TN, WL RS0 -TON, LA - SN .
Aezevn Lkl b the Slacadaid cutting data for dide mallng machng, if Tor groove ootting , the VC ibauld resdh S0 -1 and the fesd should seach 4006~ 807% baded an the tabla



=B, $58k Ordinary steel, Castiron
Carbide Corner Radius End Mill (Extra Long)

YB450 AITiN *12’: {59. l?“ S i dirUni ¢

D b=12 D>=>12

e e
-0.015 -0.02

e

M

¥} 1_'L'_f
Diameter Radius |cCutti ngLLength Shank Overall Length .
D R D2 L2 Ordering Code
mm mm mm mm mm

3 0.5 12 3 75 ¥B450-4F-0305120375
4 0.5 15 4 75 YB450-4F-0405160475
5 05 25 5 75 YBA450-4F-0505180575
6 0.5 25 6 75 YB450-4F-0605240675
8 0.5 25 8 75 YB450-4F-0805250875
4 0.5 20 4 100 YB450-4F-04052004100
4 i 20 4 100 YB450-4F-0412004100
5 0.5 30 5 100 YB450-4F-05053005100
5 1 30 5 100 YB450-4F-0513005100
6 0.5 30 6 100 YB450-4F-06053006100
6 1 30 6 100 YB450-4F-0613006100
8 05 35 8 100 ;

8 1 35 8 100 ¥B450-4F-0813508100
10 0.5 40 10 100 YB450-4F-10054010100
10 1 40 10 100 ¥B450-4F-1014010100
12 0.5 45 12 100 YB450-4F-12054512100
12 1 45 12 100 YB450-4F-1214512100

8 0.5 50 8 150 YE450-4F-08055008150

8 1 50 a8 150 Y¥B450-4F-0815008150
10 0.5 55 10 150 YB450-4F-10055510150
10 1 55 10 150 ¥B450-4F-1015510150
12 05 60 12 150 YB450-4F-12055512150
12 1 60 12 150 YB450-4F-1215512150

T
BETHE e (mm) | Ve 21 4 1 JETE%:! 172 1 16 1 70
150 Warkgpincs Material Depth of cut | mymin ﬂ
s L (cae :;nm ﬁtﬁ?ﬂ 180 mﬂ"“ wm mmit; e T e 9&% wﬂﬁ 5730 % 3580 ﬁ!
0 _ 600 Sl 440 w0 20 2070
Ally Steel 20 S50 60 500 410

B (S0HRC 1D 43 rote speed (min-1) 138 10350
' 5 *ﬂu 2 §6:8 feed velocity (rm/min) ?1'30 &%

rESMROTERE, DRIDMeT, R0 FERES0%-70%, RHEENELIA0%-60% e,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 50%~T0% and the feed should reach 40%-60% based on the table.



ERTEIEN. P20, FHirEa9mnT
KABMEETISINGE, MER. MER
KRR S EM

Suitable for ordinary steel, P20, cast
iron materials processing.
High-performance TiSiN coating,

high temperature and wear resistance.

® Ultra-fine grained carbide material.

7] O AT B NINEREF

Improved edge wear resistance and tool rigidity




ﬂﬂl%ﬂﬂ&?iﬁ%ﬂﬂl‘ }ﬁiﬁﬂ‘é‘%j}ﬁ%, es/JE%Em,
35MRNEMAIRLT AR

General processing of various steels

Strong anti-sticking ability, improve tool life,

35° helix angle design, Smooth cutting without chip accumulation

@ =545 Features
2 oSN ® KiZiEfEIrregular helix angle
E & AITIN-MNANO
2 s
2 8
sl o
™ TiCN
£ wn
B TiAIN
B TTN ~
= [Ea/s, BEINT, BEEHE
400 L B00 1000 1200 1400

[Improved productivty with effective

F{LFFHEE A Oxidation start temperature (°C) machining due to less vibration]

@ INI/ZEFRT Wear condition after processing

TER B e BRI 1 ERESRRNLY

Severe wear ;
Wear comparison of the rear rake face

normal abrasion Severe collapse =5
Micro collapse




KAEMER S EEM

A TS MERETISINGGRE, NMsEISHBEE, K<&EwINL
Ultra-fine cemented carbide substrate
Special cutting edge and high performance TISIN coating
to achieve high precision, long life processing

PR IR SE IR R BT HISER

Special end shape achieves good cutting results

SHRTI A AR IDERD D AERR

The arcuate R edge disperses the cutting resistance

to reduce the wear of the cutting edge

T OFEE

Edge Precision passivation

TOfiEmERFERSHI LY
wHaE, SRAERT,
NOBEERS, BREEE.

Improve tool life and workpiece

surface finish. Special angle design
and high edge strength ensure

stronger versatility.

KB 2 Large chip groove
BPEALTRIN T thaT LR EHE R

Stable chip removal even in deep cutting

=R 7] High quality blade surface
FEREFRITT]

AR E R ATNEEE

Smooth and sharp cutting edge

Excellent wear resistance and Fusion resistance

07
Cutting edge




=@M, 58k Ordinary steel, Castiron

Carbide 2Flutes Square End Mill (Standard)

[} D=12 D12
Aol 0 0
-0. 015 -0. 02
D2 - = — o
L
2
Diameter Cutting Length Shank Overall Length : - :
D L D2 L2 Ordering Code
mim mim mim mm
1 3 4 1] PD550-2F-01030450
1.5 5 4 50 PD550-2F-015050450
2 6 4 50 PD550-2F-02060450
2.5 8 4 50 PD550-2F-025080450
3 9 3 50 PD550-2F-03090350
3 g 4 50 PD550-2F-03090450
3.5 11 4 50 PD550-2F-035110450
4 12 4 50 PD550-2F-04120450
5 13 5 50 PD550-2F-05130450
5 13 6 50 PD550-2F-05130650
6 15 6 50 PD550-2F-06150650
7 20 8 60 PD550-2F-07200860
8 20 8 60 PD550-2F-08200860
9 25 10 75 PD550-2F-09251075
10 25 10 75 PD550-2F-10251075
11 25 12 75 PD550-2F-11251275
12 30 12 75 PD550-2F-12301275
14 45 14 100 PD550-2F-144514100
15 45 16 100 PD550-2F-154516100
16 45 16 100 PD550-2F-164516100
18 45 18 100 PD550-2F-184518100
20 45 20 100 PD550-2F-204520100
ENTHE S (mm) | Ve
59 | workpiece Material | | Depth of cut | mymin
ey mﬁ“ e i
130 lﬂﬁ mn _

{ r..i-

LEMPEI T, TN, SR EEa50%~T0%, HE L0 - G0 R
Above table i the standard cutting data for side milling maching, if for groove cutting , the VC should reach 509~ T0% and the feed should reach 40%-60% based on the table.



;’ =@M, $%8k Ordinary steel, Cast iron
Carbide 2Flutes Square End Mill (Extra Long)

PDSSO TISIN "'5':: @ ﬁ; |i

e« [ G

b D=12 p=12

s sl —
-0. 015 -0. 02
e
M
D2 - S o
L2
Diameter Eu‘ttin%-Length Shank Overall Length .
0 D2 L2 Ordering Code
mm mm mm mim - ;
3 12 3 75 PD550-2F-03120375
4 16 4 75 PD550-2F-04160475
5 18 5 75 PD550-2F-05180575
6 24 6 75 PD550-2F-06240675
8 25 8 75 PD550-2F-08250875
3 12 3 100 PD550-2F-031203100
4 20 4 100 PD550-2F-042004100
5 30 5 100 PD550-2F-053005100
6 30 6 100 PD550-2F-063006100
8 35 8 100 PD550-2F-083508100
10 40 10 100 PD550-2F-104010100
12 45 12 100 PD550-2F-124512100
6 45 6 150 PD550-2F-064506150
3 50 8 150 PD550-2F-085008150
10 55 10 150 PD550-2F-105510150
12 55 12 150 PD550-2F-125512150
14 70 14 150 PD550-2F-147014150
16 80 16 150 PD550-2F-168016150
18 80 18 150 PD550-2F-188018150
20 80 20 130 | PD550-2F-208020150
#aNIHE i (mm) Ve 1 1 4 1 ﬁ,ml_mmm":] 12 1 16 1 A0
B0 | workpiece Material Depth of cut | m/min ﬂ
Eromn, e e Bet.., W B % W % B % B
SR (50HRC) :ﬁsﬁ- - 130 Hmﬁ#ﬁ;ﬂ s 13800 1@& 00 518 451$ ﬁu 2550 ;_’%o

ITERMRNT AR, DRIOME, S0 PRS0k~ T0%, BEEEL40%-60% i,
Abowe table is the standard cutting data for side milling maching, if for groove cutting , the VT should reach 50%-~T0% and the feed should reach 40%~60% based on the table.




S 2

st
[=]

PDSS0 TISIN ':;"_AEB}L.IS_

<l
B

~ ZiBW, ¥k Ordinary steel, Castiron
Carbide 4Flutes Square End Mill (Standard)

HKTol

D=12 D>12
0 0
0. 015 0. 02

{mam/min)

&1

M
D2 —-—-—-%D
L2
Diameter Cutting Length Shank Overall Length " :
D L D2 L2 Ordering Code
mm mm mm mm
1 3 4 50 PDS550-4F-01030450
1.5 5 4 50 PD550-4F-015050450
2 [ 4 50 PD550-4F-02060450
25 8 4 50 PD550-4F-025080450
3 9 3 S0 PD550-4F-03090350
3 ) 4 50 PD550-4F-03090450
3.5 11 4 50 PD550-4F-035110450
4 12 4 50 PD550-4F-04120450
5 13 5 50 PD550-4F-05130550
5 13 6 50 PD550-4F-05130650
6 15 b 50 PD550-4F-06150650
7 20 8 60 PD550-4F-07200860
8 20 8 60 PD550-4F-08200860
8 24 a8 &0 PD550-4F-08240860
9 25 10 75 PD550-4F-09251075
10 25 10 75 PD550-4F-10251075
10 30 10 75 PD550-4F-10301075
11 30 12 15 PD550-4F-11301275
12 30 12 75 PD550-4F-12301275
12 35 12 75 PD550-4F-12351275
13 45 14 100 PD550-4F-134514100
14 45 14 100 PD550-4F-144514100
15 45 16 100 PD550-4F-154516100
16 45 16 100 PD550-4F-164516100
18 45 18 100 PD550-4F-184518100
20 45 20 100 PD550-4F-204520100
K T ISt o]
ETEE MR (mm) |V 3 1 4 1 6 A 10 1 12 1 16 1 20
501 Workpiace Matorial || Depth of cut | mymin ﬁ
N o T B T N A T
o e e B W SN0 W W W W W

RS feed velocity

LEBEENTERRSE, DRTHRE, SSENLLERMNS0%-T0%, HIREEWLI40%-60% 1N,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VIC should reach 50%-~T0% and the feed should reach 40% ~60% based on the table.




/7 EER, Ordinary steel, Castiron

Carbide 4Flutes Square End Mill (Extra Long)

PDSSO TISIN "';:C -@ }; |i
i B
H .

oo« [

=12 D=12
0 0
0. 015 0. 02

£ #Tal

L
=
L2
Diameter Cutting Length Shank Overall Length M ; |
L D2 L2 Ordering Code
mim mim mim TITI
3 12 3 75 PD550-4F-03120375
35 11 4 75 PD550-4F-035110475
4 16 4 75 PD550-4F-04160475
5 18 5 7_?# PD550-4F-05180575
6 24 6 75 PD550-4F-06240675
8 25 8 75 PD550-4F-08250875
3 12 3 100 PD550-4F-031203100
4 20 4 100 PD550-4F-042004100
5 30 5 100 PD550-4F-053005100
5 20 6 100 | PDS50-4F-063006100 |
8 35 8 100 PDS50-4F-083508100
10 40 10 100 PD550-4F-104010100
10 50 10 100 PD550-4F-105010100
12 45 12 100 PD550-4F-124512100
12 50 12 100 PD550-4F-125012100
6 45 6 150 =
8 50 8 150 PD550-4F-085008150
10 55 10 150 PD550-4F-105510150
12 55 12 50 PD550-4F-125512150
12 70 14 150 L PDS550-4F-147014150 |
16 80 16 150 PD550-4F-168016150
18 80 8 150 PD550-4F-188018150
20 80 20 150 PD550-4F-208020150
6 50 6 200 - 00
8 60 8 200 PD550-4F-086008200
10 65 10 200 PD550-4F-106510200
12 70 12_ 200 PD550-4F-127012200
14 80 14 200 PD550-4F-148014200
16 85 16 200 PD550-4F-168516200
20 90 20 200 PD550-4F-209020200
T R (mm) W 3 1 4 1 ﬁgfmm] 12 [T 16 1 20
150 | \Workpiecs Material || Depthefeut | msmin ﬂ

e i ioi> ' bamdicwmy e O BB OB W W W W W
w gﬁrm :Eé:ﬁéb 130 ¥ rote speed (min-1) 13800 10250 %o 5}'5? tgg :;usg Ema aﬁr.p

foed velocity (mmy/min} &10 580
| 1 i

LERERENTARRRN, TR, SEELLEERRS0%-T0%, BRI~ G0RREE,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 505~ 70% and the feed should reach 40%-60% based on the table.




$9, #5%k Ordinary steel, Cast iron

i
Carbide Ball Nose End Mill (Standard)

apsso msn HRC i{l?- ]é, L‘_J i« [

R R=1.5 1.5RG3 R=3

55
ol b Sl sl
-0, 015 -0.015 -0.02
e

L
=y

i Le
Cutting Lenath Radius Shank Overall Length z
s R D2 L2 Ordering Code
mm mim mm mm
2 0.5 4 50 QD550-2F-01020450
3 0.75 4 50 QD550-2F-015030450
4 1 4 50 QD550-2F-02040450
5 125 4 50 QD550-2F-025050450
& 15 3 50 QD550-2F-03060350
6 15 4 50 QD550-2F-03060450
7 1.75 4 S0 QD550-2F-035070450
8 2 4 50 QD550-2F-04080450
10 2.5 5 50 QD550-2F-05100550
10 2.5 & 50 QD550-2F-05100650
12 3 6 50 QD550-2F-06120650
14 35 8 [<11] QD550-2F-07140860
16 4 8 60 QD550-2F-08160860
20 5 10 75 QD550-2F-10201075
24 6 12 75 QD550-2F-12241275
28 v 14 100 QDS550-2F-142814100
32 8 16 100 QD550-2F-163216100
36 9 18 100 QD550-2F-183618100
40 10 20 100 QD550-2F-204020100

LRafmnTeirell, DRSS, SEELLERHENS0N%-T70%, BEEELIA0%-60% TR,
Above table is the standard cutting data for side milling maching, if for groowe cutting , the VC should reach 50%-~T0% and the feed should reach 40% ~60% based on the table.




r__; %i@%@: ik Ordinary steel, Cast iron
Carbide Ball Nose End Mill (Extra Long)

HRC @D e | i Uni
aoss0  TISIM i A lg) [t
2l ¢ e R R<L5 1.5(RG  R=3

# XTol 0 1] 1]

ek i

3|
L]
e
[¥]
-
£

Cutting Length Radius Shank Overall Length | :

"’i 0 R D2 2 9 Ordering Code
mm mm mm Tm _
[ 1.5 3 75 QD550-2F-03060375
8 2 4 75 QD550-2F-04080475
10 2.3 5 75 QD550-2F-05100575
12 3 6 75 QD550-2F-06120675
16 4 8 75 QD550-2F-08160875
] 1.5 3 100 QD550-2F-030603100
8 2 4 100 QD550-2F-040804100
10 2.5 5 100 QD550-2F-051005100
12 3 6 100 QD550-2F-061206100
16 4 8 100 QD550-2F-081608100
20 5 10 100 QD550-2F-102010100
24 [ 12 100 QD550-2F-122412100
12 3 6 150 QD550-2F-061206150
16 4 8 150 QD550-2F-081608150
20 5 10 150 QD550-2F-102010150
24 6 12 150 QD550-2F-122412150
28 7 14 150 QD550-2F-142814150
32 8 16 150 QD550-2F-163216150
36 9 18 150 QD550-2F-183618150
40 10 20 150 QD550-2F-204020150
12 3 6 200 QD550-2F-061206200
16 4 8 200 QD550-2F-081608200
20 5 10 200 QD550-2F-102010200
24 6 12 200 QD550-2F-122412200
32 8 16 200 QD550-2F-163216200

reter rnm}
ETHE o (mm) | Ve 4 1 & 1 & 1 I O I
150 Workpiece Matesial Depth of cut | mymin ﬂ

i i ' Sy v E

&if (SO0HRC) aps0.150 120 ot 4780 4250 3820

Alloy Steal aps0.15D 60 610 610

LMBEREM TR, TDREDME, L ERRRNS0%-T0%, B0~ 60% ST,
Above table is the standard cutting data for side milling maching, i for groove cutting , the VC should reach 50%-T70% and the feed should reach 40%~60% based on the table.



f! B, $58k Ordinary steel, Castiron
Carbide Corner Radius End Mill (Standard)

vesso Tisw " QB. ?L- \5_ wcenic [
n D<12 D>12
sl e e
-0. 015 -0. 02
B e )
M

2 —L+'
Diameter Radius  [cutting Length| Shank Overall Length e :
D R L D2 L2 Ordering Code
mim mm mim mm mim ]
1 02 3 4 50 YB550-4F-0102030450
15 0.2 5 4 50 YB550-4F-01502050450
0.2 6 4 50 ¥B550-4F-0202060450
3 0.5 6 4 50 YB550-4F-0205060450
25 0.2 8 4 50 YB550-4F-02502080450
2.5 0.5 8 4 50 YB550-4F-02505080450
3 0.2 8 3 50 YB550-4F-0302090350
3 0.2 9 4 50 YB550-4F-0302090450
3 0.5 8 3 50 YB550-4F-0305090350
3 0.5 9 4 50 YB550-4F-0305090450
35 0.5 11 4 50 YB550-4F-03505110450
4 0.2 10 4 50 YB550-4F-0402120450
4 0.5 10 4 50 YB550-4F-0405120450
5 0.5 13 5 50 YB550-4F-0505130550
5 0.5 13 6 S0 ¥B550-4F-0505130650
5 1 13 5 50 ¥YB550-4F-051130550
5 1 13 B 50 YB550-4F-051130650
5 .2 15 5] S0 YB550-4F-0602150650
6 0.3 15 6 50 YB550-4F-0603150650
b 0.5 15 6 50 YB550-4F-0605150650
6 1 15 6 50 YB550-4F-061150650
8 0.5 20 8 60 YB550-4F-0805200860
8 1 20 8 60 YB550-4F-081200860
8 2 20 8 60 YB550-4F-082200860
10 0.5 25 10 T YB550-4F-1005251075
10 1 25 10 75 YB550-4F-101251075
10 2 25 10 75 YB550-4F-102251075
10 3 25 10 75 ¥YB550-4F-103251075
12 0.5 30 12 75 YB550-4F-1205301275
12 1 30 12 75 YB550-4F-121301275
12 2 30 12 75 YB550-4F-122301275
12 3 30 12 75 YB550-4F-123301275

RSN TENCE, TR, WAL BRSO - O, SRR INTILLA - 0% L.
Mg Eabie ip P phaeadand cutting dats for s mdling meachdedg, i foe groces cutting . B WG shauld nesch 50— 705 and the fesd shoukd sesch 075800 Baed on e tabis



: f =@, 58k Ordinary steel, Castiron

Carbide Corner Radius End Mill (Extra Long)

vesso s MRS Y IS intrvai« T
e @ ¢ L D D=12
L ap S B R
-0, 015
B e
M

Lz L_l_"
Dia n['}eter Ra-ﬂ ius | Cutti ngLLength SI'II}a 2r'|k Overa Ill_é.ength | - - '

mm mm mm mm mm MA BAT HANG
3 0.5 12 3 75 Y¥B550-4F-0305120375

4 0.5 15 4 75 Y¥B550-4F-0405160475

5 0.5 25 5 75 Y¥B550-4F-0505180575

6 0.5 25 3] 75 Y¥B550-4F-0605240675

8 0.5 25 8 75 Y¥B550-4F-0805250875

4 0.5 20 4 100 YB550-4F-04052004100

7 1 20 4 100 YB550-4F-0412004100

5 05 30 5 100 YBS50-4F-05053005100

5 1 30 5 100 g

6 0.5 30 6 100 YB550-4F-06053006100
6 1 30 [ 100 ¥B550-4F-0613006100

8 0.5 35 8 100 YB550-4F-08053508100

8 1 35 8 100 YB550-4F-0813508100

10 0.5 40 10 100 YB550-4F-10054010100

10 1 40 10 100 Y¥B550-4F-1014010100

12 0.5 45 12 100 YB550-4F-12054512100

12 1 45 12 100 ¥B550-4F-1214512100

8 0.5 50 3 100 YB550-4F-08055008150

8 1 50 8 150 ¥B550-4F-0815008150

10 0.5 55 10 150 YB550-4F-10055510150

10 B 55 10 150 ¥B550-4F-1015510150

12 0.5 60 12 150 YB550-4F-12055512150

12 1 60 12 150 ¥B550-4F-1215512150

P
|OTHE T G T 1T 4 1 & 01 17 1 16 1 70
B Workpiste Material Depth of cut | mymin ﬂ

e ROE W e e W TR B W B B B W
BT Bl 0 I BB W W W oW W W

IEAERNTONEGN, DRINE, WEELLERIRM50%-70%, BHEEEELLL0%-60% N,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 50%-~T0% and the feed should reach 40%~60% based on the table.



PR M A
HRC65EEESBINLIIE%]

HRC65 High hardness and high efficiency
machining end milling cutter

ﬂ END

@ ERTEEENERIESIIIT
@ FIINTASEN, AN —AREIT R IRRTNE
® EARTHINT

@® Suitable for efficient processing of high-
hardness steel parts

@® Can process stainless steel, quenched and
tempered steel and generally heat-treated
steel.

@® Suitable for finishing

R HAYRRED

Excellent vibration resistance

: WgRLD /




0.4umMEEFL R, PRI,

RS LN I RAMRRIINAT

0.4um micro grain size, can process stainless steel,

most modulated steel and general steel after heat treatment.

® iR Features
Funﬁf—'—l ‘ FHEUHRESRE
@ KigjEfELang Helix Angle (HIGH-PERFORMANCE COMPOSITE COATING
KRN IR, SLTRF

Lage Helix Angle: vibration suppresion,
good finfish surface

[Hahy, BHINT, BEEFHE]

[Improved productivty with effective machining due to less vibration]

O EESURHRRT, EBREIFRNE |
{IMITRENFIASER, LURBEIELIRE N, /amn /a
The groove is specially designed to
better improve chip flow and curl,
and reduce cutting force.

tegerEs

This Prucfuct Type Traditional Type

@ N3 Machining Effect
INTATiE]

processing time “_

Tool wear ' |

= AL BIRZET5m B BRI
JIREES HRC65-54-D6.0 Similar products Similar pmdu?:?:s HRC65-54-D6.0
Tool type of company A of company B




£ 4
r I

A§55M, £5%k Stainless steel, Cast iron

Carbide 4Flutes Square End Mill (Standard)

. b D=12 D=12
s el R —
-0. 015 -0. 02
[ o
Mo® ’
L
ml_ ¥ _%%a
L2
Diameter CuttingLLength Shank Overall Length _ e

D D2 L2 Ordering Code

mm mm mm mm | :
1 3 4 S0 PDES0-4F-01030450

1.5 4 4 50 PD650-4F-015040450
2 B 4 50 PDE50-4F-02060450

2.5 8 4 50 PD650-4F-025080450 |
3 8 3 50 PD650-4F-03080350
3 8 - 50 | PD650-4F-03080450

3.5 10 4 S0 PD6&
4 12 4 50 PD&50-4F-04120450
5 13 5 50 PD&ES0-4F-05130550
5 12 [ 50 PDE50-4F-05130650
(4] 15 [ 50 PD&50-4F-06150650
7 20 8 60 PD650-4F-07200860
8 20 8 60 PD&50-4F-08200860
9 25 10 75 PD650-4F-09251075
10 25 10 75 PD&50-4F-10251075
11 30 12 75 PD650-4F-11301275
12 30 12 75 PD650-4F-12301275
14 45 14 100 PD650-4F-144514100
16 45 16 100 PDGE50-4F-164516100
18 45 18 100 PD650-4F-184518100
20 45 20 100 PD650-4F-204520100

T Tl Parreter Tmm]
ENTHe OE (mm) Vi 2 | F:] | 1 10 L1z
50 | Workpiece Material || Depth of cut | mmin ié

| ApEiD $838 rote speed (min-1) 19110 9550 6370 7170 4780 3490
e e Stasl aps005D 120 Fms feed veloaity (mmymin) 380 380 380 930 380 360

a8E SEAEHAO  aps0TD 418 rote speed (min-1) 15020 11940 7960 5180 4780 3980
Rloy stee harderedsies  ap<0.03D %0 iGFHEE feed velocity (mm/min) 260 360 370 620 370 340

LERMENTAEEE, TRDMET, SERLLESRN0%-T0%, HRIEEELIA0%-60%iTEN.
Above table is the standard cutting data for side milling machina. if for aroove outting . the VO should reach 50%~T70% and the feed should reach 40% ~60% based on the table,




AEESM, $5EE Stainless steel, Cast iron

Carbide 4Flutes Square End Mill (Extra Long)
e R S vt [ RO

; D D=12 D=>12
ol lh ol P ;
-0. 015 -0. 02
M .
Moe .
L]
g==cc"
L2
Diameter Cutting Length Shank Overall Length "
D L D2 L2 Ordering Code
mm mm mm mm .
3 12 3 75 PDES0-4F-03120375
4 16 4 75 PD650-4F-04160475
5 18 5 75 PD&50-4F-05180575
3 24 6 75 PD650-4F-06240675
8 25 8 75 PDE50-4F-08250875
3 12 3 100 PD650-4F-031203100
4 20 4 100 PD650-4F-042004100
5 30 5 100 PD650-4F-053005100
6 30 6 100 PD650-4F-063006100
8 35 8 100 PDE50-4F-083508100
10 40 10 100 PD650-4F-104010100
12 45 12 100 PD650-4F-124512100
B 45 5] 150 PD650-4F-064506150
8 50 8 150 PDE50-4F-085008150
10 55 10 150 PD&50-4F-105510150
12 55 12 150 PDE50-4F-125512150
14 70 14 150 PD650-4F-147014150
16 70 16 150 PD650-4F-167016150
20 70 20 150 PD650-4F-207020150
WITHE MR (mm) Vi 2 1 i ’Ijﬂ%imlg“ “;m:l 1 i [1] L_1g
130 Warkpiece Material Depth of cut | mimin ﬁ
RN PENGHD | i 120 e e ey | | S0 SR 00T ATl e
: roke min-1
WL, RO v BRI ee  HOE W OW OBOW

TESEN TN, RN, SRELLFERNS0%-T0%, HEEmmLA0%-60% iR,
Abeove table is the standard cutting data for side milling maching, if for groove cutting , the VI should reach 50%-70% and the feed should reach 403 -60% based on the wablet




5B, §58k Stainless steel, Cast iron

Carbide Ball Nose End Mill (Standard)
——— 0 e G

R R=1.5 1.5<R<3 R=3

sk il Ml 00 0
-0, 015 0. 015 -0, 02
. ®

M ®
«’Hy
-
D2 — -
b‘r—
L2 Le
CuttingLLengﬂ'l Radius Shank Overall Length :
R D2 L2 Ordering Code
mm mm mm mim _ el
2 0.5 4 50 QD650-2F-01020450
3 0.75 4 50 QD650-2F-015030450
4 1 4 50 QD650-2F-02040450
5 1.25 4 50 QD650-2F-025050450
[ 1.5 3 50 QD650-2F-03060350
[3 1.5 4 50 QD650-2F-03060450
7 1.75 4 50 QD650-2F-035070450
12 2 4 50 QD650-2F-04080450
12 2.5 c 50 QD650-2F-05100550
12 R 6 50 QD650-2F-05100650
12 3 6 50 QD650-2F-06120650
16 4 8 60 QD650-2F-08160860
20 5 10 75 QD650-2F-10201075
24 6 12 75 QD650-2F-12241275
28 7 14 100 QD650-2F-142814100
32 8 16 100 QD650-2F-163216100
36 ] 18 100 QD650-2F-183618100
40 10 20 100 QD650-2F-204020100
EnTeE R (mm) Ve Fi 1 E] 1 Tﬂdﬁn I mﬁ L 1 14 i 1/
10 Workpiece Material Depth of cut | mymin m
i 10 i {min-1) aii0 1 7i
AN B w BEINe W OW W W W OW
& ? min- |
e abiotob ™ mawmiwodn (et | aen. des. on oo T W

LEBMENITOHORE, TIREET, S EEEMS0%-T0%, FHESEArmLIA0%- 60% .
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 50%~70% and the feed should reach 40%~60% based on the table,




A5EH, §58k Stainless steel, Cast iron

Carbide Ball Nose End Mill (Extra Long)

R R=1.5 1.5<R<3 R=3

e ity T —
= 0, 015 0. 015 0. 02
o

M ®

L2 ke
Cutting Length Radius Shank Overall Length S :

. R D2 L2 Ordering Code
mm mim mm mm - .
6 1.5 3 75 QD650-2F-03060375

8 2 4 75 QD650-2F-04080475

10 25 5 75 QD650-2F-05100575

12 3 (4] 75 QDe50-2F-06120675

16 4 B 75 QD650-2F-08160875

8 2 4 100 QD650-2F-040804100

12 2.5 5 100 QD650-2F-051005100

12 3 [ 100 QD650-2F-061206100

16 4 8 100 QD650-2F-081608100

20 5 10 100 QD&e50-2F-102010100

24 B 12 100 QD650-2F-122412100

12 3 & 150 QDe50-2F-061206150

16 4 8 150 QDe50-2F-081608150

20 5 10 150 QD650-2F-102010150

24 6 12 150 QDEe50-2F-122412150

28 7 14 150 QD6e50-2F-142814150

32 8 16 150 QD650-2F-163216150
40 10 20 150 QD650-2F-204020150

ﬂngé.m?m@.ml
ETHE o (mm) | Ve - S T 10 1 1
52 | workpiece Material || Depth of et | mymin ﬁ

Aum g | SPEID L 1 ey e | oo e B0 TG A0S0
e B003> % mawsiowody (nmmo)  3es. 000 30 en o W

L RPRNI T, IR, S EINEN50%-T0%, EEINCLIA0% - 0% A,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 50%-=70% and the feed should reach 40%~60% based on the table.




A5, $5%k Stainless steel, Cast iron

Carbide Corner Radius End Mill (Standard)

o weo 'S A s |5 oo G
1] D=12 D=>12
ol ] sl TR
-0. 015 -0. 02
B e
M e
[ ]

S

L -
Diameter Radius |cutti ngLLength Shank Overall Length _ I _

D R D2 L2 Ordering Code
mm mm mm mm mim :

1 0.2 3 4 50 YB650-4F-0102030450

1.5 0.2 s 4 50 ¥B650-4F-01502050450

2 0.2 6 < 50 YB650-4F-0202060450

2 0.5 6 4 50 ¥B650-4F-0205060450
2.5 0.2 8 4 50 YB650-4F-02502080450
2.5 0.5 8 3 50 ¥B650-4F-02505080350

3 0.5 ) 3 50 YB650-4F-0305090350 |
3 0.2 9 4 50 YB650-4F-0302090450

3 0.5 9 4 50 YB650-4F-0305090450

4 0.2 10 4 50 YB650-4F-0402120450

4 05 10 4 50 YB650-4F-0405120450

4 1 10 4 50 YB650-4F-041120450

5 0.5 13 5 50 YB650-4F-0505130550

5 1 13 5 50 YB650-4F-051130550

5 0.5 13 & 50 ¥B650-4F-0505130650

5 1 13 6 50 YB650-4F-051130650

6 0.2 15 b 50 ¥B650-4F-0602150650

6 0.5 15 6 50 YB650-4F-0605150650

B 1 15 B 50 ¥YB650-4F-061150650

8 0.5 20 8 60 YB650-4F-0805200860

8 1 20 8 60 YB650-4F-081200860

10 0.5 25 10 75 YB650-4F-1005251075

10 1 25 10 75 ¥YB650-4F-101251075

12 0.5 30 12 75 ¥B650-4F-1205301275

12 1 30 12 75 YB650-4F-121301275

T1tg Tool Diameter (mim)
oTHEE M@ (mm) Ve i 1 4 1 1 10 | I ]
=0 Workpiece Material Depth of cut | mymin ﬁ

O, 005 10 Dmwmiemveedy v 00 0 s om G W
s se W00 % Bammrewody (mn 390 360, 30 0 o 0

TEREAENTEEN, TRIDME, SRELLFTHRNS0%N-T0%, AL A0%-60% IR,
Above table & the standard cutting data for side milling maching, if for groave cutting , the VIC should reach 50% -~ 70% and the feed should reach 40%-60% based on the table,



A~§58M, 5% Stainless steel, Cast iron

rom
1] D=12 D>12
# X Tol 0 0
-0.015 -0.02

o2

u -

Diameter | Radius |Cutting Length Shank Overall Length | - : '
D R g D2 "o Ordering Code
mm mm mm mm mm :
4 0.5 15 4 75 | YB650-4F-0405160475 |
6 0.5 25 6 75 YB650-4F-0605240675
6 1 25 6 75 YB650-4F-061240675
8 0.5 30 8 75 | YB650-4F-0805250875 |
8 1 30 8 75 YB650-4F-081250875
4 05 20 4 100 | YB650-4F-04052004100 |
4 1 20 4 100 YB650-4F-0412004100
(=] 0.5 30 [ 100 ¥YB&50-4F-06053006100
6 1 30 [ 100 -

8 05 35 8 100 Y¥B650-4F-08053508100

8 1 35 B 100 YBG650-4F-0813508100

10 0.5 40 10 100 =

10 1 40 10 100 YB650-4F-1014010100

12 05 45 12 100 YB650-4F-12054512100

12 1 45 12 100 YB650-4F-1214512100
BWINTHE omE (mm) | Ve e 1 4 W}l 19 1 Jg

120 Workpiece Material Degth of cut | mymin ﬂ
ERIE, Toh o BEEEe B W W B B B
| S0B o BMemelo. | DR e 0 0

LRBEENTAMNN, TRIMET, SHEWLLEWNENc0%-T0%, BRRIRIWLLA0%-60%HIEEH.
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 50%~70% and the feed should reach 40%~60% based on the table.




ST-H&E % 45

ST-H SERIES ENDMILL
AN SZ%E7] - GENERAL MACHINING END MILLS

P om AR G

ZIMEETIR, ERAMBRT Z, TRE
MERMENEZE, SEMI, FHE
WA, BAEMT

Multifunctional tool, applicable to
the widest range of materials, the
best adaptability to working
conditions, the king of cost
performance, high-speed machining,
both fine and rough, high-efficiency
machining

SEE SYIEEM

High hardness and high toughness base material

SIRA(FHkeE-WORLDWIDE RELIABLE PARTA




BAINT - uhJIge R, _F/IE G

General machining, strong anti-sticking ability, extended tool life

W RERTHIBE. TEX, SNt

Stable chip evacuation. Large core thickness, high rigidity.

A SHEIN TR AIERN FiRTIM a0
Play a powerful role in slotting

; i Vibration resistance strong bending resistance
and high feed processing

TAEXTEY The core thickness contrast
AEEE
Large capacity tank

UP

S4 Hith.8l=mB
Othere company products B

ST-H&%ZEH] ST-H SERIES CASE
M E A Side milling

EHMLEE: H1340 HRC55-60  FZ A #148: 8R0.5x60mm
7700 #£5:2500 i 10pum

After die casting heat treatment: H13 steel HRC55-60
Application specifications: 8R0.5x60mm

Rotation speed: 7700 Feed: 2500 Depth of cut: 10um

DEFGHIE (1430

Tool life comparison (number of pieces)

1000

955

326

|IIIIIIIIIIII 22

ST-H

|



WF. AN, LS E Steel parts, Stainless steel, Titanium alloy

Carbide 4Flutes Square End Mill (Standard)

e « [

oo 5 4 |5

s sl
..

¥ Tol

=12 n=>12
0 0
={1, (05 ={1, (05

Diameter Cutting Length Shank Overall Length :

D L D2 L2 Ordering Code

mim mim mim mim

1 3 4 50 ST-H-4F-01030450

1.5 5 4 Eﬂ ST-H-4F-015050450

2 6 4 50 ST-H-4F-02060450

2.5 8 4 50 ST-H-4F-025080450

3 E] 4 50 ST-H-4F-03090450

4 12 4 50 ST-H-4F-04120450

5 13 6 50 ST-H-4F-05130650

6 18 6 50 ST-H-4F-06180650

8 20 8 60 ST-H-4F-08200860

10 30 10 75 ST-H-4F-10301075

12 36 12 75 ST-H-4F-12361275

14 40 14 100 ST-H-4F-144014100

16 45 16 100 ST-H-4F-164516100

18 50 18 100 ST-H-4F-185018100

20 50 20 100 ST-H-4F-205020100

]
ENTHN omE (mm) | Ve 3 1 4 B 5 10 17 1T i 1 =0

B0 | workpisce Material || Depth of cut | mymin ﬂ

O ioiyhesl  3pi01sD O il edwiocty (nwmay 0 B0 e w0 to B e

s Bionm ' Ehemieawony me RS TS R W W W W
M sulmwd aps15D 150 W rote speed (min-1) 1113%:- 49600 5970 411;33?0 % aﬂu ggﬂ

--m_m;mm
Allay steel, hardened steel

aps0.150

apsiD
aps0.05D

120

BV feed velocity (mem/min)

il rote speed (min-1)

EEERET feed velocity (mmymin]
EESmRnTEEEE, TIRONE, SEEL FENs0%-T0%, BHATEIELIA0%~60% iR,

11%?})

53

W

4 |

a1
2590

Above table is the standard cutting data for side milling maching, if for groowve cuttingtheViC should reach 50%-T0%and the feed should reach 40%-60% based on the table.




W, B, SKAE Steel parts, Stainless steel, Titanium alloy

Carbide 4Flutes Square End Mill (Extra Long)

o e 25 4D B [ -
: D D=12 D>12
e o4 “
{ =), 005 =0, 005
M e

Diameter |  Cutting Length Shank Overall Length . ’

D L D2 L2 Ordering Code
mim mim mim mm )

3 12 4 75 ST-H-4F-03120475

4 16 4 75 ST-H-4F-04160475

5 20 6 75 ST-H-4F-05200675

6 25 6 75 ST-H-4F-06250675

8 32 8 75 ST-H-4F-08320875

3 12 4 100 ST-H-4F-031204100

2 16 4 100 ST-H-4F-041604100

6 25 6 100 ST-H-4F-062506100

8 32 8 100 ST-H-4F-083208100

10 40 10 100 ST-H-4F-104010100

12 50 12 100 ST-H-4F-125012100

6 45 6 150 ST-H-4F-064506150

8 50 8 150 ST-H-4F-085008150

10 55 10 150 ST-H-4F-105510150

12 60 12 150 ST-H-4F-126012150

16 65 16 150 ST-H-4F-166516150

20 80 20 150 ST-H-4F-208020150

Tool Thameter [mm]
EWNTHE o (mm) [ ve T T 3 1 ﬁal_é_l_hL1 I+ 1 15 T =0
O | workpiece Material || Depth of cut | mymin

e R e ap2015D 2 isbifeed velocty (mm/min 0 10 480

Merma B e i WO w
M s e B0 150 Ehen e veochy oo S0 a0

S feed velocity. (mmy'min)

= [of

3130 2390 9
360 310 250

SEf. FER<60HRC)  ap<1D ; rote 1
Alloy steel, hardened steet aEsMSD 129 m&ﬁmm

LRRmEo o, DRI, Sl ERE050%-T0%, HHEIRMELLA0% - 0%,
Above table is the standard cutting data for side milling maching, if for groove cuttingtheVC should reach 50%-70%and the feed should reach 40%-60% based on the table,




Y. AN, $XE & Steel parts, Stainless steel, Titanium alloy

Carbide Corner Radius End Mill (Standard)
Tt e 19 G (i[5 oo I

D =12 D12

bl bty e — ﬂ
B |

=0, 005 =(), 005

Diameter | Radius | Cutting Length | Shank Overall Length _

D R L D2 L2 Ordering Code
mim mim mm mim mm

1 RO.2 3 4 S0 ST-H-4F-YB01002030450
15 RO2 4 4 50 ST-H-4F-YB015002040450

2 RO.2 S 4 50 ST-H-4F-YB02002050450
2.5 RO.2 i 4 S0 ST-H-4F-YB025002074050
2.5 RO.5 7 4 50 ST-H-4F-YB0Z25005070450

3 RO.2 8 4 50 ST-H-4F-YBO3002080450

3 RO.5 8 4 50 ST-H-4F-YBO3005080450

3 R1 8 4 50 ST-H-4F-YB0301080450
3.5 RO.5 8 4 50 ST-H-4F-YBO35005080450

4 RO.2 10 4 50 ST-H-4F-YB04002100450

4 R1 10 4 50 ST-H-4F-¥B0401100450

5 RO.2 13 (3 S0 ST-H-4F-YB05002130650

5 RO.5 13 5 50 5T-H-4F-YB05005130550

5 RO.5 13 [ 50 ST-H-4F-YBO5005130650

5 R1 13 [ 50 ST-H-4F-¥BOS501130650

[ RO.2 15 [ 50 ST-H-4F-YBO6002150650

[3 RO.5 15 (4] 50 ST-H-4F-YB06005150650

(3] R1 15 (] 50 ST-H-4F-Y

8 RO.5 20 8 60 ST-H-4F-YB0OB005200860

8 R1 20 8 60 ST-H-4F-YBOBO1200860

10 RO.5 25 10 75 ST-H-4F-YB10005251075
10 _R1 25 10 75 ST-H-4F-¥B1001251075

12 RO.5 30 12 75 ST-H-4F-YB12005301275
12 R1 30 12 75 ST-H-4F-¥B1201301275

TIE Yool Diamater (mm]
ENTE DR (mm) | Ve i 1 4 T & I 8 T 10 1 72 1 36 1 20
Is ‘Waorkplece Material Depth of cut | mymin ﬂ
R PR
ey e 0020 10 e b veiocy (i) 0O oW oW W
M m ap=1.5D 15p ¥l rote speed (min-1) 5970 4TAO 3980 200 2350
55 steel aps0.15D EBEERSHE feed velocity (mmy/min) 1220 1130 1080 500 820

ARl F@R<60HRG)  aps1D

$E rote speed (min-1} 16710 9580 370 4 2820 190 23900 1910
Alloy steel, hardened steel  aps0.050 120 gH&HHE feed velocity (mmy/min) % T W W e

30 310 290

IEaesnTetrell, DRI, SEEEERNS0%-T0%, e 0%~ 60% M.
Abowve table s the standard cutting data for side milling maching, if for groove cuttingtheVe should reach 50%-T0%and the feed should reach 40r%-60% based on the table,




HF. BN, SKEE Steel parts, Stainless steel, Titanium alloy

Carbide Corner Radius End Mill (Extra Long)

T omean e AR B g v [T
D D=12 D>12
£ 9Tal 0 0
=i, 005 =0, 005

" | -
Diameter | Radius |Cutting Length| Shank Overall Length : |
D R - D2 L2 Ordering Code
mm mm mm mm mm
4 RO.5 10 4 75 ST-H-4F-YB04005100475
4 R1 10 4 75 ST-H-4F-YB0401100475
5 RO.5 13 5 75 ST-H-4F-YBO5005130575
6 RO.5 15 (] 75 ST-H-4F-¥YB06005150675
6 R1 15 6 75 ST-H-4F-YBO601150675
8 RO.5 50 8 75 ST-H-4F-YBO8005500875
8 R1 20 8 75 ST-H-4F-YB0801200875
4 RO.5 10 4 100 ST-H-4F-YB040051004100
4 R1 10 4 100 ST-H-4F-YB04011004100
6 RO.5 15 6 100 ST-H-4F-YB060051506100
6 R1 15 [ 100 S5T-H-4F-YB06011506100
8 RO.5 20 8 100 ST-H-4F-YBOB0052008100
8 R1 20 8 100 ST-H-4F-YE08012008100
10 R0.5 25 10 100 ST-H-4F-YB100052510100
10 R1 25 10 100 ST-H-4F-YB10012510100
12 RO.5 30 12 100 ST-H-4F-YB120053012100
12 R1 30 12 100 ST-H-4F-YB12013012100
10 RO.5 40 10 150 ST-H-4F-YB100054010150
10 R1 40 10 150 En_T— H—4_F—‘|'B1 0014010150
12 RO.5 48 12 150 ST-H-4F-YB120054812150
P §
BT e (mm) | Ve 3 1 4 1 & 1 & 10 1 12 1 18 1 20
52 | \Workpiece Material || Depth of et | m/min ﬂ
it At 0 Eediswen e S8 B W6 Wh W BRI B
i il i s e Rl R B R TR e I
M T aps150  cq  WEErote speed (min-1) 15920 11940 49600 5070 4780 3080 2900 2390
stainless steel ap=0.150 SR feed velocity (mmymén) 1580 1 1080 900 0

Sl F@E<60HRC)  aps1D $EM rote speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
Alloy steel, hardened steel  ap<0.0SD  '20  istim feed velocity (mm/min) 380 380 380 30 370 360 0 290

L Tensel, DRODME, SEELLFENS0%-T0%, BRErELL40%- 605 iEE.
Above table is the standard cutting data for side milling maching, if for groowve cuttingtheVC should reach 50%-70%and the feed should reach 40%-60% based on the table.



lIGH PERFORMANCE ENI
| w/m

o K AE D, Nighemigit, B Esh, INIERAE
HaES

o 15ERVJIAIRIT, AFRES I TSI TiEN

® Variable bottom edges and large helix
angle to reduce vibration and improve
surface finish.

® The tool design is especially suitable for
machining high hardness steel.

OB IOIE

L
FESEHIN, OB, TEEEES

Specially uneven blade shape, reduced vibration, high surface gloss




The b
reduc

RSB

Special chip groove shape, even in the groove and cavity machining

T2 48K T 2=l
{EFRER E4E(TMV-11H)
DT AA%L T4k
THR:

B£350mm, EE7mm
JIEHE:

MS4C D6 [M7137]
tIHNRE:

VC=85

NI&#:

S=4500 F=1800FF @i
tIEI&E:Ap:0.25mm Ae:6.0mm

BNAESD, KBEDHRED, ROERD, BJSEIREMNLT

ottom edge is not equally divided, greatly inhibit vibration,
e vibration, can realize stable processing

1ERR, BRI R AN T
tEERI L ILFAIIERE

can also show excellent performance.

I TC18 hEE

JIEHItE: MS4CD10Mm7IET]

NI 2% S=2000 F=1000 ahZ&EcE]
PIHEIE: Ap: 20.0mm Ae: 02~0.3mm

Processing material: TC18 titanium alloy

Tool specifications: M54CD10 four-edged flat knife
Processing parameters: 5=2000 F=1000 dynamic milling
Cutting amount: Ap: 20.0mm Ae: 02~0.3mm

T2 pure titanium processing case
Machine used: Changsha (TMV-11H)
Processing material: T2 pure titanium
Work piece size:

Diameter 350mm, thickness 7mm

Tool specifications:

MS4C D6 four-edged flat knife

Cutting speed:

V(=85

Processing parameters:

S=4500 F=1800 grooving and grooving
Cutting amount: Ap: 0.25mm Ae: 6.0mm



| wae wEse, BE

S Titanium alloy, Molybdenum alloy, High temperature all

Carbide 4Flutes Square End Mill (Standard)
sy mosn 0 A iz s

M

s A

o« [T
1] D=12 =12
£ ¥ Tol 0 0
-0, 005 -0, 005

¥

L2

Diameter Cutting Length Shank Overall Length :
D L D2 i Ordering Code
mm mm mm mm
1 3 4 50 ST-U-4F-01030450
1.5 5 4 50 ST-U-4F-015050450
2 6 4 50 ST-U-4F-02060450
25 8 4 50 ST-U-4F-025080450
3 9 4 50 ST-U-4F-03090450
4 11 4 50 ST-U-4F-04110450
5 13 6 50 ST-U-4F-051360550
6 15 — 6 50 ST-U-4F-06150650
8 20 8 60 ST-U-4F-08200860
10 25 10 75 ST-U-4F-10251075
12 30 12 75 ST-U-4F-12301275
16 45 16 100 ST-U-4F-164516100

Carbide 4Flutes Square End Mill (Extra Long)

Diameter Cutting Length Shank Overall Length _
L D2 L2 Ordering Code
mm mm mm mm
4 12 4 75 ST-U-4F-04120475
[ 18 6 75 ST-U-4F-06180675
8 24 8 75 ST-U-4F-08240875
6 18 6 100 ST-U-4F-061806100
8 24 8 100 ST-U-4F-082408100
10 30 10 100 ST-U-4F-103010100
12 36 12 100 ST-U-4F-123612100
#ENTEE R (mem) | Ve 3 1 4 1 § i mH'I:} 12 1 168 1 20
B2 | \Workpiece Material || Depth of eut | m/min ij
e bt ™ bt v R B T By % e W
Roysel $ioim .-m%;m OO OW W W W W
Nl e e T e e e T R TR O m W &

S, IR < 60HRC) p
Alloy steed, hardened steel  ap=0.05D

aps1D

120

BHEE feed velocity (mmymin) 1580 13

!lilmuwimn
feed velocity

{mmymén)

16710
380

LEEMTOTENFNN, RN, SRBLLFE50%-T0%, BHREEELLA0%G-60% iR,
Above table is the standard cutting data for side milling maching, if for groewve cuttingtheVC should reach 50%-T0%and the feed should reach 40%-60% based on the table,

4780 3820 3190
380

1130

EED 360 310



%}:‘é}‘%, £25H %ﬁr Bia& & Titanium alloy, Molybdenum alloy, High tE.-mF.‘.-F.'rélt'l'.li?é__f_iﬁ]fﬁ?ﬁr

Carbide Corner Radius End Mill (Standard)

T nen 6 R PIE[s T
£ ¥ Tol 0 0

=(. 005 =0, 005

e =l i
.

M

Diameter | Radius |Cutting Length Shank Overall Length R

D R L D2 L2 Ordering Code

mm mm mm mm mm

1 RO.2 3 4 50 ST-U-4F-YB0O100200450

1.5 RO.2 4 4 50 ST-U-4F-¥YBO15002040450

2 RO.2 5 4 50 ST-U-4F-¥YB02002050450

3 RO.2 9 4 50 ST-U-4F-YB03002090450

3 RO.5 9 4 50 ST-U-4F-¥B03005090450

4 RO.2 11 4 50 ST-U-4F-YB04002110450

y RO.5 1 4 50 ST-U-4F-YB0O4005110450

5 RO.S 13 6 50 ST-U-4F-YB05005130650

5 R1 13 & 50 ST-U-4F-YBO501130650

5 RO.2 13 6 50 ST-U-4F-¥YB05002130650

6 RO.2 15 15 50 ST-U-4F-YBO6002150650

6 RO.5 15 15 50 ST-U-4F-YB0B005150650

6 R1 15 15 50 ST-U-4F-YB0&01150650

8 ROS 20 20 60 ST-U-4F-YB0B005200860

8 R1 20 20 50 ST-U-4F-YB0801200860

10 ROS 25 25 75 ST-U-4F-YB1000521075

10 R1 25 25 75 ST-U-4F-YB1001251075

12 RO.S 30 30 75 ST-U-4F-¥B12005301275

12 R1 30 30 75 ST-U-4F-YB120131275

T Tool Trameter [mm]
ST o (mm) | Ve T T & 1T &1 & I o1 17 T 16 T 20

EQ Waorkpiece Material Depth of cut | mémin ﬂ

B i oichusl  api0rtD 20 Gl edwiocny (nmimn ok 106 oM twp e BR % e

ST HoeSimall mwmBU BB R W
TR T T s e e

1220

&I, WEA<E0HRC)  aps1D ;W rote speed (min-1) 16710 9550 6370 4780 3820 3190 1310
Hmmmmmm aps0.05D  '2%  itasem foed valocity (mm/min) S %% W W OW W W W

BRI TGN, TIMIMET, S ERa50%-T0%, HHEINmELI 0%~ 60% M.
Above table is the standard cutting data for side milling maching, if for groove cuttingtheVC should reach 50%-70%and the feed should reach 40%-60% based on the table,




ALZ5] y |
BRI T8 ,‘//’

Super Bright Aluminum Processing Series

£

76 HIGHLIGHT

@ ERT IS EMARISIERINL
O XL E, MEHRIERiRLt, HE
SENRMEE, INTREEES

@It is suitable for high-efficiency super
bright processing of aluminum alloy
materials.

® The variable indexing of the bottom
edge, the unique design of the helix
angle, has excellent anti-seismic
performance and high precision of
the processed surface.

TARII ORI, BREERTIETI LB

Special edge des:gn effectwe!y solve the problem of sticky
_#E- ORLDWI DE R




oe=MAHESRERINLT

Aluminum alloy material efficient ultra-bright processing

{DiEIFEHE Inhibition of burr
REIBAIMEDEILFRITIBIRER,

Large front angle and small edge achieve
excellent cutting effect.

AZ/BiE Large Chip flute
EEiEinIH, JJENYESHEBENR.

The cutting and chip removal are more smooth
and stable in the high feed processing.

$2FUL08E170 Sharp cutting edge
SERIROTIE 7D R AR AR A RBh LA B ER =4

Sharp cutting edge and large spiral angle design can
effectively prevent the generation of built-up edge.

TFRRT] szt
| BRERTIB T O EER
N Special edge design
Effectively solve the sticking
=¥ HIGHLIGHT

FANSBEIA, BEmaEREREmIH
RERNH N FAIERE

Special chip flute shape,can show excellent
performance even in groove and cavity
machining.

@ HETEAZB
e Large chip removal space, not easy to
accumulate chips
@ NERLE HRBFIO
/= Anti-seismic technology, sharp crescent edge

£7NOMERT, fEPHIIN T EREPaIER,
eI LZRHERE.

Full-edge anti-vibration design can supp

ress vibration during processing and improve
the quality of the processed surface.
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’ { {8a%, BESEW Aluminum Alloy, Super Bright High Efficient

2Flutes Square End Mill For Aluminum (Standard)

ac e
WD AL T S
= & L D D=<12 D>12
[ £ %Tol 0 0
i ) <l Cos e
. j
M

L2
e
Diameter Cutting Length Shank Overall Length » . '
D D2 L2 Ordering Code
mm mm mm mm N -
1 3 4 50 LYJCD-2F-01030450
1.5 5 4 50 LYJCD-2F-015050450
2 5 4 50 LYJCD-2F-02060450
2.5 8 4 50 LYJCD-2F-025080450
E] 9 3 50 LYJCD-2F-03090350
3 9 4 50 LYJCD-2F-03090450
35 11 4 50 LYICD-2F-035110450
4 12 4 50 LYJCD-2F-04120450
5 15 5 50 LYJCD-2F-05150550
5 15 [ 50 LYJCD-2F-05150650
6 18 [ 50 LYJCD-2F-06180650
T 24 B 60 LYJICD-2F-07240860
8 24 8 60 LYJCD-2F-08240860
10 30 10 75 LYJCD-2F-10301075
11 35 12 75 LYJCD-2F-11351275
12 35 12 75 LYJCD-2F-12351275
14 45 14 100 LYJCD-2F-144514100
16 45 16 100 LYJCD-2F-164516100
18 45 18 100 LYJCD-2F-184518100
20 45 20 100 LYJCD-2F-204520100
T{E tool Diameter [mm)
1 |2 [ ale] 8 [1wli1216]20
150
iz tool Diameter (mm)
- T [N 112 |4 e ] 8 ]1w]121]16]20
Workpheee Material Depth of cut | mimin ﬁ

1000 1080




& Aluminum Alloy, Super Bright High Efficient

2Flutes Square End Mill For Aluminum (Extra Long)
weo AL Y g |5 aevar« [ GG

a2 D D=<12 D=>12

ool sl 3
-0, 015 -0, 02

L2

Diameter Cutting Length Shank Overall Length :

. L D2 L2 Ordering Code

mm mm mm mm :

3 12 3 75 LYJCD-2F-03120375
4 16 < 75 LYJCD-2F-04160475
5 18 5 75 LYJCD-2F-05180575
6 25 6 75 YJCD-2F-06250675
8 25 8 75 LYJCD-2F-08250875
3 12 3 100 LYJCD-2F-031203100
4 20 4 100 YJCD-2F-042004100
5 30 5 100 LYJCD-2F-053005100
6 30 6 100 LYJCD-2F-063006100
8 35 8 100 LYJCD-2F-083508100
10 40 10 100 YJCD-2F-104010100
12 45 12 100 LYJCD-2F-124512100
6 45 & 150 LYJCD-2F-064506150
8 50 8 150 LYJCD-2F-085008150
10 55 10 150 LYJCD-2F-105510150
12 55 12 150 LYJCD-2F-125512150
14 70 14 150 LYJCD-2F-147014150
16 80 16 150 LYJCD-2F-168016150
18 B0 18 150 LYJCD-2F-188018150
20 80 20 150 LYJCD-2F-208020150

iz tool Diameter (mm)
SaTHE N 1] 2] 4]e6] 8 ]10f12]16]20

Workgiece Material [ Depth of eut | mimin ﬂ




)4 58S, #BEEH Aluminum Alloy, Super Bright High Efficient

3Flutes Square End Mill For Aluminum (Standard)

v« R
1] D12 D=12
& KiTol ] 0
-0. 015 -0. 02

o

R

L2

150

Diameter Cutting Length Shank Overall Length S
D L D2 L2 Ordering Code
mm mm mm mm
1 3 4 50 LYD-3F-01030450
1.5 5 < 50 LYD-3F-015050450
2 6 < 50 LYD-3F-02060450
25 8 4 50 LYD-3F-025080450
3 g 3 50 LYD-3F-03090350
3 9 4 50 LYD-3F-03090450
35 11 4 50 LYD-2F-035110450
4 12 4 50 LYD-3F-04120450
3 15 5 50 LYD-3F-05150550
= 15 6 50 LYD-3F-05150650
6 18 6 50 LYD-3F-06180650
7 24 8 60 LYD-3F-07240860
8 24 8 60 LYD-3F-08240860
9 30 10 75 LYD-3F-09301075
10 30 10 i5 LYD-3F-10301075
11 35 12 75 LYD-3F-11351275
12 35 12 73 LYD-3F-12351275
14 45 14 100 LYD-3F-144514100
16 45 16 100 LYD-3F-164516100
18 45 18 100 LYD-3F-184518100
20 45 20 100 LYD-3F-204520100
| 70 tool Diameter (mm)
R (e 112 |4 ]6 ] 8 ]10]121]16] 20

50

@ (mm)
Depth of cut

7% tool Diameter {mm}

1 [ 2 | 4

[ 6 T 8 T 10112 [16 ] 20|




l_' Bee, e Aluminum Alloy, Super Bright High Efficient

3Flutes Square End Mill For Aluminum (Extra Long)
v o & g s o

1] D=12 D=>12

1
e slhns R 0
=0, 015 -0. 02
®

L2

Diameter Cutting Length Shank Overall Length e o D
D L D2 L2 Ordering Code
mm mm mm mm _ =
2 6 4 75 LYD-3F-02060475
3 9 4 75 LYD-3F-03090475
3 12 3 75 LYD-3F-03120375
35 11 4 75 LYD-3F-035110475
4 16 4 75 LYD-3F-04160475
5 18 5 75 LYD-3F-05180575
6 25 6 75 LYD-3F-06250675
8 30 8 75 LYD-3F-08300875
3 12 3 100 LYD-3F-031203100
4 20 4 100 LYD-3F-042004100
5 30 5 100 LYD-3F-053005100
& 30 6 100 LYD-3F-063006100
8 35 8 100 LYD-3F-083508100
10 40 10 100 LYD-3F-104010100
12 45 12 100 LYD-3F-124512100
6 45 6 150 LYD-3F-064506150
8 50 8 150 LYD-3F-085008150
10 55 10 150 LYD-3F-105510150
12 55 12 150 LYD-3F-125512150
14 70 14 150 LYD-3F-147014150
16 80 16 150 LYD-3F-168016150
18 80 18 150 LYD-3F-188018150
20 80 20 150 LYD-3F-208020150
6 50 6 200 LYD-3F-065006200
8 60 8 200 LYD-3F-08608200
10 65 10 200 LYD-3F-106510200
12 70 12 200 LYD-3F-127012200
14 80 14 200 LYD-3F-148014200
16 85 16 200 LYD-3F-168516200
20 80 20 200 LYD-3F-209020200
" ENTHA F—— Ve 1 T 2 1 3 s'ﬂlwWI 12 1 16 [ 0
‘Workpiece Material Dot of £t myfmin ﬂ
e
myrmin
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Bee, Bea3 Aluminum Alloy, Super Bright High Efficient

Ball Nose End Mill For Aluminum (Standard)

HRC Ay -
wo AL T D @ p) wooces: I
> \ R R<Il.5 1.5¢R¢3  R=>3
F #Tal 0 1] 0
-0. 01 -0. 015 -0, 02

Cutting Length Radius Shank Overall Length ) .

) . R D2 i D Ordering Code
mim mim mim mm

2 05 4 50 LYQD-2F-01020450
3 0.75 4 50 LYQD-2F-015030450
4 1 4 50 LYQD-2F-02040450
5 1.25 3 50 LYQD-2F-025050450
6 15 3 50 -03060350
6 15 4 50 LYQD-2F-03060450
7 175 4 50 LYQD-2F-035070450
12 2 4 50 | LYQD-2F-04080450 |
12 2.5 5 50 LYQD-2F-05100550
12 25 6 50 LYQD-2F-05100650
12 3 6 50 LYQD-2F-06120650
16 4 8 60 LYQD-2F-08160860
20 5 10 75 LYQD-2F-10201075
24 6 12 75 LYQD-2F-12241275
& Z 14 100 LYQD-2F-142814100
32 8 16 100 LYQD-2F-163216100
36 9 18 100 LYQD-2F-183618100
40 10 20 100 LYQD-2F-204020100

aji-ilo-udniamete.r{mm}
1 12 | 416 ] 81 10]12]716

1. A A R R RO,

2. A RN

INFESTHEEREEENNRT, SFrERnRNMEE, RS RS S R,

AEFF SN T EaRET) B BHORE,

1.Piease use high-precision machine tools and tool holder.

2.Pls use oil cooled cutting liquid.

3.When the riaidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will occur.
At this time, the rotation speed and feed rate of the above table should be reduced.

4, Keep the tool overhang as short as possible without interference.



wewo:

R R=1.5 1.5<R<3 R=3
£ Tel 0 0 0
-0. 01 -0. 015 -0, 02

CuﬁingLLength Radius Shank Overall Length :

£ . e e Ordering Code
6 15 3 75 LYQD-2F-03060375

8 2 4 75 LYQD-2F-04080475

10 25 5 75 LYQD-2F-05100575

12 3 6 75 LYQD-2F-06120675

16 4 8 75 LYQD-2F-08160875

6 15 3 100 LYQD-2F-030603100
8 = ; :g LYQD-2F-040804100
10 25 LYQD-2F-051005100
12 3 6 100 12061

16 4 8 100 LYQD-2F-081608100
20 5 10 100 YQD-2F-1020101

24 6 12 100 LYQD-2F-122412100
12 3 3 150 LYQD-2F-061206150
16 4 8 150 LYQD-2F-081608150
20 5 10 150 =

24 6 12 150 LYQD-2F-122412150

701 tool Diameter (mm)
1 121 a]le ] 8]1w]i2]1s

1. AR A L0 T,

2. TR DA A

INFSTHCARENSINRT, SFEREIRNEE, alies Wi S s .

4 EFF R TR REET B S RiE,

1.Piease use high-precision machine tools and tool holder,

2.Pls use oil cooled cutting liquid.

3.When the riaidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will ocour.
Al this time, the rotation speed and feed rate of the above table should be reduced.

4. Keep the tool overhang as short as possible without interference.



e« [

D D=12 D>12
£ ETal 0 0
-0. 015 -0. 02

" L_.I._..?
Diameter | Radius |Cuttinglength|  Shank Overall Length e

B R " D2 L2 Ordering Code

mm mm mm mm mm
1 0.2 3 4 50 LYYB-3F-0102030450
1.5 0.2 4.5 4 50 LYYB-3F-01502050450
2 0.2 [ 4 50 LYYB-3F-0202060450
2 0.5 & 4 50 LYYB-3F-0205060450
3 0.2 9 4 50 LYYB-3F-0302090450
3 0.5 9 4 50 LYY¥B-3F-0305090450
3 1 g 4 50 LYYB-3F-031090450
4 0.5 12 4 50 LYYB-3F-0405120450
4 1 12 4 50 LYYB-3F-041120450
3 0.5 18 b 50 LYYB-3F-0505130650
3 0.5 18 5 50 LYYB-3F-0505130550
5 1 18 5 50 LYYB-3F-051130550
A 1 18 6 50 LYYB-3F-051130650
6 0.5 18 (-] 50 LYYB-3F-0605150650
6 1 18 6 50 LYYB-3F-061150650
g 0.5 24 8 60 LYYB-3F-0805200860
8 1 24 8 60 LYYB-3F-081200860
8 2 24 8 60 LYYB-3F-082200860
10 0.5 30 10 75 LYYB-3F-1005251075
10 1 30 10 75 LYYB-3F-101251075
12 0.5 35 12 75 LYYB-3F-1205301275
12 1 35 12 75 LYYB-3F-121301275

T tool Diameter_(mm)
o —— —— 112 [ 468 10]12]16]20
Workpiece Material Depth of cut | mimin ﬂ

EEEEEEEEE
e ni

42 tool Diameter_(mm)
WU NS 1] 2 [ a6 ] 8 f10f12]16]20




He®, BEE Aluminum Alloy, Super Bright High Efficient

Carbide Corner Radius End Mill (Extra Long)
Lye AL H:: @ ﬁ:‘r |_S_ fitUni ¢

] Dh=12 p>12
F ¥iTol 0 0
0. 015 -0.02

i

Diameter | Radius CutlirrgLLenJgth Shank Overall Length ’ '
D R D2 L2 Ordering Code
mim mm mm mim mm
4 0.5 20 4 75 LYYB-3F-0405160475
4 i 20 4 75 LYYB-3F-041160475
6 0.5 25 6 75 LYYB-3F-0605240675
6 1 25 [3 75 LYYB-3F-061240675
8 0.5 30 3 75 LYYB-3F-0805250875
8 1 30 B 75 LYYB-3F-081250875
4 0.5 25 4 100 LYYB-3F-04052004100
4 1 25 4 100 - 1 1
6 0.5 30 6 100 LYYB-3F-06053006100
6 1 30 6 100 LYYB-3F-061300610
8 0.5 35 8 100 LYYB-3F-08053508100
8 1 35 8 100 LYYB-3F-0813508100
10 0.5 40 10 100 LYYB-3F-10054010100

10 1 40 10 100 LYYB-3F-1014010100
12 0.5 45 12 100 LYYE-3F-12054512100
12 1 45 12 100 LYYB-3F-1214512100

70i% tool Diameter (mm)
= 1 12T a4aT671 8J]1wl12T16T20]

Diarmeter (mm)

[ 8 | 10 12 | 16 | 20




HINL3z5%571 751

Endmills for roughing application series

o ERTEIEN, HAMARIEINT

o RFERRYTIOMBIENE, ERT THRIMEFEEFEINT

o XHTISINRE

e Suitable for rough machining of steel&cast iron.

e Special cutting edge chipbreaker treatment,
suitable for rough machining of groove
and side wall of workpieces

e TiSiN Coating.

2

S Epa

Ve

/A
4 #

J] Ol EE AN ) B NIRRT

Improved edge wear resistance and tool rigidity

>y -, =~
‘ -WORLDW ‘_




ZTANESEINSRER, REML, PTG, HekafEInLT
Multi-blade specification to achieve high efficiency,

stable processing, can be corresponding to steel,
cast iron rough processing.

ZISSEI SRR T
Multi-blade specification to achieve high efficiency processing
SIS WSHT ORRE SR LRE

Multi-edge specification: Unique edge shape improves chip evacuation performance
Z703E (D16-64817]) Multi-blade specification (D16-6T) 38456970 4K Unigue edge shape

HENE TR AT s
Helical blade structure can
help groove do chip removal
IBHEH IR
Chip discharge is improved

I fithE#R Resistance to collapse

RARBRIRAZANT), REhErp, {DFIEER. SEHREEINT.
Special R-angle wave cutting edge, stress concentration, suppression of chipping.
and achieve stable processing.

T 12mERT]Zths

The tip state after procesng 12m
(FERTH) (Comparison of our company)

FARAIRAD T
Special R-angle wave cutting edge () B#7F favorable

|

G 4
Z 15

R

Rz
X Hiim Collapse
ZzﬁﬂgRﬁgﬁ%ﬁbﬁﬁﬁ;ﬂJm {E% Rﬁﬁ;ﬁ} At 858 Other commpany products
A FAORLOEET, RESHURIRYE €% Cutting paramter: n=2900min’
Different R angles forms wavy cutting edges vf=712mm/min, ap*ae=5*3mm
(composite R angle shape) to relieve concentration T2 Processing diameter 810, Wet
and improve the collapse resistance &B#iINT Processing steps
#HI# By cutting material: Ti-6Al-4V




LS, RENL

Achieve long life,stable processiing

KAMEE. REKERRO(TISIN)IPVDRE

(TiSiN) PVD coating with excellent wear resistance and oxidation resistance
B4t Coating Characteristics

TiSIN
o O
a
E AITHN
@
g 30 o
H] TiCN
= 5 . TiAIN
@ TiN
10
o
00 600 a0 1000 1200 1400
F{LFTI4IREE Starting temperature of oxidation (*C)
i€ Low HigfktE O
FpxJLt compared with life INT8 AMBETISRA
(#=aElttl) (Comparison of eur company) The tip state after 8.4m processing
30 — — — 1 il T
gﬂ 1# [
E L
E
£
=
‘E Twwo and & hall imes mare
1.% B life time
& 10
A
m
3 . LB Orifasy o
w 0

Us HigaE-Re

Other company products B

ANTSEf Processing E

A4 Testware SUS

n=1.800min"
(Vc=56m/min)
Vf=250 mm/min
(fz=0.027 mm/t)

304

tHIEEE Cutting paramter: n=3500min", Vi=840mm/min, ap*ae=5"4mm
INT# Processing diameter; 816, &li0T Processing steps, Wet
#lE By cutting material; SU304

apxae=3x10mm(EDHsHNT
Grooving processing)

7

3770 3 Feed
Wet(EB&siHiInternal to the oil)

TG
The spindie load 10%
Our pruc?:cm 2 el

The spindle load

Hithiral~a& C
Other company

products C

27 RIEETE A 0% ISR, eEiRaEL. ARmRY
This product reduces spindle load by 10%. The cutting sound
is quiet. the vibration of equipment is reduced. and the

finished surface is good. REBPEN)
(From user reviews)



F M, 58k Steel, Cast iron
Eodin ":: $ J'w \5_ Mfiztnit
il ol

B e -1 015 -0. 02
L]
L2
Diameter Cutting Length Shank Overall Length :
L D2 L2 Ordering Code
mm mm mm mm
4 12 4 50 CPD550-4F-04120450
5 13 5 50 CPD550-4F-05130550
5 13 B 50 CPD550-4F-05130650
4] 15 6 50 CPDS550-4F-06150650
8 20 8 60 CPD550-4F-08200860
10 25 10 75 CPD550-4F-10251075
12 20 12 735 CPDS50-4F-12301275
14 45 14 100 CPD550-4F-144514100
16 45 16 100 CPD550-4F-164516100
18 45 18 100 CPD550-4F-184518100
20 45 20 100 CPD550-4F-204520100

T Tool Diameter (mm)

€ | 8 1 10 1 32 T 16 1 20 |

|oTEE el (mm)
50 | \orkpiece Materisl || Depthof cut | mymin

Wi
go Wil ot speed (min-1)

aps1D

Alloy Steed | ~apsD5D 60 : s

rEasRnTe Rl DRDEE, WEEELEIENS0-T0%, PHSEELLA0- 0% AT,
Above table is the standard cutting data for skde milling maching, if for groove cutting , the VC should reach 50% - T0% and the feed should reach 40%-60% based on the table.




JAL, B, % Steel, Cast iron

Rough End Mill (Extra Long)

CPDSS0 TISIN "'5':: @ 8"» IS efirUnit

] D=12 D>12

i, sl e :
| =. 015 =0. 02

M

r@

Diameter Cutting Length Shank Overall Length
L L2

Ordering Code
mim mim mim

24 6 75 CPD550-4F-06240675
25 8 75 CPD550-4F-08250875
30 6 100 CPD550-4F-063006100

35 8 100 CPD550-4F-083508100
40 10 100 CPD550-4F-104010100
45 12 100 CPD550-4F-124512100
70 16 150 CPD550-4F-167016150
70 20 150 CPD550-4F-207020150

TIEE Tool Diameter (mm
amm o | e T e T 1o T 2 T T2

Depth of cut | mymin I
<D w0 gammemmeo LT R % woow W
05D By () B8 m

3o

|3 e e = e el e

e

LIERMRN TN, RN, SEELLEEEas0%-T0%, HHREAmLIA0%-60% RN,
Above table is the standard cutting data for side milling maching, if for greove cutting , the VIC should reach 50%-T0% and the feed should reach 40% -60% based on the table.




Rough End Mill (Standard)

tmﬂL"f'@‘hh_'

0. 015 -0, 02

ﬁ ﬂﬁﬁ = In Hf 12 Du} 12
. .

12
Diameter Cutting Length Shank Overall Length .
D L D2 L2 Ordering Code
mm mm mm mm
4 12 4 50 LYCPD-3F-04120450
5 15 5 50 LYCPD-3F-05150550
5 15 B 50 LYCPD-3F-05150650
[ 18 6 50 LYCPD-3F-06180650
a 24 g 60 LYCPD-3F-08240860
10 30 10 75 LYCPD-3F-10301075
12 35 12 5 LYCPD-3F-12351275
14 45 14 100 LYCPD-3F-144514100
16 45 16 100 LYCPD-3F-164516100
18 45 18 100 LYCPD-3F-184518100
20 45 20 100 LYCPD-3F-204520100

Rough End Mill (Extra Long)

Diameter Cutting Length Shank Overall Length [ :
D L D2 L2 Ordering Code
mm mm mm mm
6 24 6 75 LYCPD-3F-06240675
8 25 8 75 LYCPD-3F-08250875
& 30 b 100 LYCPD-3F-063006100
8 35 8 100 LYCPD-3F-083508100
10 40 10 100 LYCPD-3F-104010100
12 45 12 100 LYCPD-3F-124512100
14 70 14 150 LYCPD-3F-147014100
16 70 16 150 LYCPD-3F-167016150
20 70 20 150 LYCPD-3F-207020150
7}i2 tool Diameter (mm)
BTHE 1 12T 4T 61 8T 10T12T16] 20]
Waorkpiece Material




SUITABLE FOR |
MILLING SERI

o BT ERRA
o KFEEMRETISI
o KINETRRIEIN LA
e Suitable for deep
and cast iron. N\ A »
e High-performance TiSiN coating for hi:
temperature and wear resistance.
e Long neck desgin avoids collision with: workplece,
Suitable for deep pocket milling of mold rib.

RHE, RIBIE

Fine grinding, high precise sizes




REERREINT, BEAE, RIBE

Suitable for deep pocket milling of mold rib areas;
Fine grinding, High precise sizes.

H1i 7173724k Cutting edge shape

o JIOIME &L, RSTEERED
o oIPFINN TEEAVA D%, BERILRAEEE
® Accurate passivation of cutting edge,
improve tool life.
® Can Suppresses the unevenness of the
surface and ensures perfect finish.

BR3Limts The ball head end teeth

e IETRMiL, BHERE, RUEE

® B S AR R R AT B A0 RITE 58

@ Cutting edge optimization, fine grinding,
precise size.

@ Cutting edge of the ball point shape
provide excellent wear resistance and
cutting performance.

DD Il fEE Processing Case-Comparison

.___\

' [EDIERE Cutting Performance]| EEfXS EUE Picture of abrasion comparison
A

% -Im . I# CO-CI'
P Workpiece

80
=
¥ a0
=4 " < velm,/min)=150
g 40 gﬁfiﬁ fzimm/t)=0.08
-4 ng ap(mm)=0.13
T 20 conditions  ae(mmj)=0.7
P wet
w0

(R AT R fus] m JJE SGQD
[Cothwr company's produsc B TUU'

mﬂﬂﬂﬁmﬁ WRDDUGS%HERESIMP&MESB e

Mew TISIN coating has excellent
|, toughness and wear resistance |



Micro Diameter Ball Nose End Mill (Standard)
woeo o ¢ &5 s ) e I

TR T n R R
[ ﬁil ﬁlW! ﬁ i 2 #Tol +0. 015
N R ;
m! .. - = +r§;-:.ﬂ_|¢_-,_
L2 e

Diameter Radius Shank Overall Length :

2} R D2 L2 Ordering Code
mm mm mm mm
0.3 0.15 4 50 WXJQD-2F-0030060450
04 0.2 4 50 WXJQD-2F-0040080450
05 0.25 4 50 WXJQD-2F-005010450
0.7 0.35 4 50 WHXIQD-2F-0070140450
0.8 0.4 4 50 WHXJIQD-2F-0080160450
0.9 0.45 4 50 WXIQD-2F-0090180450

. TIREMS!, GHEELL W50 -T0%, SHAIIELA0%-E0% IR

ZJi2 tool Diameter (mm)
112141686 8 | 10[12 16

Waorkpiece Materisl || Diepth of cut | m/min ﬁ




Micro Diameter Square End Mill (Standard)

wxpp TSN % @5. \S_

i <tk

angzoni« [

] ]
£ %Tol 0
-0. 015

. l|

Diameter Cutting Length Shank Overall Length
o L D2 L2 Ordering Code
mmm mm mm mm
0.2 0.4 4 50 WXIPD-2F-0020040450
0.3 0.6 4 50 WXIPD-2F-0030060450
0.4 0.8 4 50 WXJPD-2F-0040080450
0.5 1 4 50 WXJPD-2F-005010450
0.6 b 4 50 WXJPD-2F-0060120450
0.7 1.4 4 50 WXIPD-2F-00740140450
0.8 1.6 4 50 WXJPD-2F-0080160450
0.9 1.8 4 50 WHXJIPD-2F-0090180450
TS EEE (mm) o8 T 05 1 1.@%} 16 [ 18 1 20
50 Workpiece Material Depth of cut | mimin ﬂ

:mﬁﬁmw@m .

IEsmEnTeaed. DR, SEELLERS0%-T0%, BERrmLL0% - 60 e,
Above table i the standard cutting data for side milling maching, if for groove cuttingtheViC should reach S0%-T0%and the feed should reach 40%-60% based on the table.

m_mﬂiamm{mm}
112 14168

10112 16 | 20

1




Long Neck Square End Mill (Standard)
sepD TSN MR @m‘@ air \i eivi [

D D=12 D>12

sl sl i
! -0. 015 -0. 02

Bl o
——t
o
L

Diameter Cuttin%-Length Shank | Effective cutting Length | Overall Length
D D2 L1 L2 Ordering Code
mm mm mm mm mm
0.3 0.6 4 2/3 50 SGPD-2F-00302040250
04 0.8 4 3/4/5/6 50 SGPD-2F-00402040350
0.5 1 4 2/3/4/6/8 50 SGPD-2F-00502040250
0.6 1.2 4 2/3/4/6/8 50 SGPD-2F-00602040250 .
0.7 1.4 4 3/4/6/8/10 50 SGPD-2F-00703040350
0.8 1.6 4 3/4/6/8/10 50 SGPD-2F-00803040350
0.9 1.8 4 3/4/6/8/10 50 SGPD-2F-00903040350
1 3 4 6/8/10/12/16/20 50 SGPD-4F-0103040650
15 4.5 4 6/8/10/12/16/20 50 SGPD-4F-01506040650
2 b 4 8/10/12/16/20 50 SGPD-4F-0206040850
2.5 8 4 10/12/16/20 50 SGPD-4F-025080410450
3 g 4 12/16/20 50 SGPD-4F-0309041250
ta Wioekpstce Material
N

IESNRNTIAGNE, DRSS, WRBCLERI50K-T0%, SRl 0s-60% SR

714 tool Diameter_(mm)

1 ]2 [ 416 8 | 1012 |16 | 20

T Tl e




Long Neck Ball Nose End Mill (Standard)
seap TSN TC @a @%&- LEJ mum_

Wﬁ%% 2%Tol iﬂ. 015
e

M
o2 =y
L2

Radius | Shank |Cutting Length | Effective cutting Length | Overall Length | |
R D2 L L1 L2 Ordering Code
mim mm mim mim mim
0.15 4 0.6 2/3/4 50 SGQD-2F-001504020250
0.2 4 0.8 2/3/4/5/6 50 SGOD-2F-00204020250
0.25 4 1 2/3/4/6/8 50 SGOD-2F-002504020250
0.3 4 1.2 2/3/4/6/8 50 SGQAD-2F-00304020250
0.35 4 1.4 3/4/6/8/10 50 5GOD-2F-003504030350
0.4 4 16 3/4/6/8/10 50 SGOD-2F-00404030350
0.5 4 2 6/8/10/12/16/20 50 SGQOD-2F-00504060650
0.75 4 3 6/8/10/12/16/20 50 SGOD-2F-007504060650
1 4 4 6/8/10/12/16/20 50 SGQOD-4F-0104060650
Tool Diameter (mm
MR (mm) | Ve Iﬂ'i‘ﬂ‘ﬂ“‘l‘lm D 1 1 .
Depth of cut | myfmin E
V:Bgaﬂ-ﬁfg au Mlrote speed (min-1] J%l 5;% % z% Im %@:
$ioon " W W TR W W

LERSRNTIERN. DRGNS, SR80 EBMNS0%-T0%, BREEELILL0%-60%BIRRE.
Abowve table is the standard cutting data for side milling maching, if for groove cuttingtheVC should meach 50%-Ti%and the feed should reach 40%.-50% based on the table,

Diameter (mm)
8 1012 [16




EE— ‘*

B T
CHAMFER CUTTERS“‘ ,
vl 28 g __'

BU=E RS SRR TEH -
CNC Carbide Chamfering I\@Img iﬁ‘

f

@ IFEESE/IV TR XA D TR
AMEER

@ TR ARRAC BB AT T T i

® iHEBYIEI, IFEES—RMERSHARTE
b

® |deal for chamfering and deburring small,
narrow areas and flat surfaces.

@® Optimized for contours and chamfers on
larger features.

@® End cut, ideal for mixing floors and
chamfering walls in one go.

RARIZTI R, BREERTIR IO

Special edge design, effectively solve the problem of sticky

' ; r ) = .




-“i 9, &5k Steel, Cast iron

Chamfer End Mill (Standard)

HRC
o T e I
|_’ ? £ ¥ Tol 0
&ﬂﬂ* -0. 015
H -
M
. LZ i ]
ai 4
ILI‘-I-"]

Diameter Angle Shank Overall Length
D D2 L2 Ordering Code
mm mim mm '
2 60° 4 50 ZCDJD-02600450
2 120° 4 50 ZCDJD-021200450
3 120° 3 50 ZCDJD-031200350
3 60° 4 50 ZCDID-03600450
3 120° 4 50 ZCDID-031200450
3 90° 3 50 ZCDID-03900350
4 90° 4 50 ZCDID-04900450
5 90° 5 50 ZCDID-05900550
B 90° (3] 50 ZCDID-06900650
8 90° 8 60 ZCDID-08900860
10 90° 10 75 ZCDID-10901075
10 90° 10 75 ZCDID-10901075
4 60° 4 50 ZCDID-04600450
4 120° 4 50 ZCDJD-041200450
4 120° 4 50 ZCDJD-041200450
b 60° 6 50 ZCDID-066006
b 60° 6 50 ZCDID-06600650
10 60" 10 75 ZCDID-10601075
= Tool O T (mm}
oI OME (mm) | e 1 1 e 1 18 1 70
=0 Workpisce Material Depth of cut | m/min [‘l;‘

35830 31850 28600 23890 20470 17910 15920
156 150 1150 1100 1me WF 1190

WO R R R W

E B

rESMRENTe RSN, DRINME, SEBLLFRE50%-T0%, EHSEIELIA0%-60% TN,
Above table is the standard culting data for side milling maching, if for groove cuttingtheWT should reach 505%-70%and the feed should reach 40%-60% based on the table,



} W, ¥E5¥k Steel, Cast iron

Chamfer End Mill (Standard)

L L2 - e

Diameter Shank Overall Length |
D Angle D2 L2 Ordering Code
mm mim mm _
3 gp° 3 50 DJD-03900350
el a0° 4 50 DJD-03900450
4 90° 4 50 DJD-04900450
5 90° 5 50 DJD-05900550
[ ap® B 50 DJD-06900650
8 90° 8 &0 DJD-08900875
10 90° 10 75 DJD-10901275
12 90° 12 75 DJD-12901275
Frafm
ET i MR (mm) | Ve i 4 1 I [ 17
50 | \workpiece Material || Depth of et | mvmin Fle
BRI, e 0 DRSS W B B B B B
i min-1
gnmmes i oSSR | e e i e

LEBAEMTENERE, TROME, SEELLERES0%-T0%, BEEEEELIA0% - 60% M ITR.
Above table is the standard cutting data for side milling maching. if for groove cutting , the VC should reach 50%~70% and the feed should reach 40%-60% based on the table.




st « DR

D ]
ATl 0
-0. 015

Diameter Shank Overall Length

D Aegie D2 L2 Ordering Code
mm mm mm

2 60° 4 50 ZCDID-YL-02600450
2 60° 4 50 ZCDID-YL-02600450
g 60° 3 50 ZCDID-YL-03600350
3 120° 3 50 ZCDJD-YL-031200350
3 60° 4 50 ZCDJD-YL-03600450
3 120° 4 50 ZCDJD-¥L-031200450
3 a0° 3 50 ZCDID-YL-03900350
3 ap° 4 50 ZCDID-YL-03900450
4 a0° 4 50 ZCDJD-YL-04900450
5 90" 5 50 ZCDJD-YL-05900550
6 9p° 6 50 ZCDJD-YL-06900650
8 90° 8 60 ZCDID-YL-08900860
10 9p° 10 75 ZCDID-YL-10901075
12 90° 12 75 ZCDID-YL-12901275

I TiZ tool Diameter_(mm)
a o own o] W 112 ] 4] élmhglmlg

tool Diameter {mm)
THH S tst|. 1] 2 |4 [ 6] 8] 10]12]16]20




=l e

BERaEE L,
Carbide Center Dirill

@ EaEEFMH &M AR D%

@ SLEEMAIGEERE T BaEE

® LRI BRARATIR At BRSEFIE
HEBTEhLILER.

@ The center drill with high sharpness
and outstanding durability

@ The use of cobalt HSS improving
runout accuracy

@® The optimized tool shape deliver
excellent sharpness and help
prevent breakages.

7] O EE A0 7] BRI R T

Improved edge wear resistance and tool rigidity




i, #5¥k Steel, Cast iron

Center Drill (Standard)

- HRC
ovoxz TiAIN R @

Diameter Shank Overall Length

D o D2 L2 Ordering Code

mm mm mm

1 90° 4 20 ———OYDXZ-2F-01900450 |
2.5 90° 4 50 GYDXZ-2F-025900450

3 90° 3 50 GYDXZ-2F-03900350

3 ag° 4 50 GYDXZ-2F-03900450

4 ag° 4 50 GYDXZ-2F-04900450

5 ag° 5 50 GYDRZ-2F-05900550

6 a0° <] 50 GYDRZ-2F-06900650

8 90° 8 60 GYDXZ-2F-08900860

10 90° 10 75 GYDXZ-2F-10901075

12 90° 12 75 GYDXZ-2F-12901275

4 a0° 4 100 GYDXZ-2F-049004100

5 S0° 5] 100 GYDXZ-2F-069006100

8 a90° 8 100 GYDXZ-2F-089008100

10 a0” 10 100 GYDXZ-2F-109010100

12 90° 12 100 GYDXZ-2F-129012100

16 a0 16 100 GYDXZ-2F-169016100

T e e ey
ENTHE o (mm) | v g L 09 1 10 1 14 18 1 13 1 =0
5O | \Workpiece Material || Depth of cut | mymin =L

T 5 BREmL. BE B E W E W E
289 (06RC) pSOSD gy s o speed (min-1) 27870 22290 |m tm 1% 1@ a0

SRR feed velocity (mm/min) “pap 850 Bm

LRI AN, TR, SEELLEES0%-T0%, FHREEELLA0%- 60N ERE .
Above table is the standard cutting data for side milling maching, if for groove cuttingtheVC should reach 50%-T0%and the feed should reach 40%-60% based on the table.



$M, ¥5Ek Steel, Cast iron

Center Drill (Standard)

Dre
1

 — —
Dia

Diameter Shank Overall Length

D Angle D2 L2 Ordering Code

mm mm mm

1 90 4 50 DXZ-2F-01900450

2 90° 4 50 DXZ-2F-02900450

3 90° 4 50 DXZ-2F-03900450

4 90° 4 50 DXZ-2F-04900450

5 90° 5 50 DXZ-2F-05900550

[ o0° 6 50 DXZ-2F-06900650

8 90° 8 60 DXZ-2F-08900860

10 90° 10 75 DXZ-2F-10901075

12 a0° 12 75 DXZ-2F-12901275

]
ST omm mm | e B, BT
130 Waorkphece Material Depth of cut | mymin fln

e Bh w Beeaes B B % B W
e pio0D ™ Emwmieawoy (wmv  3ge) 360 w0 o8 To o

IERSMEN TS, DR, L FRRS0%-T0%, PHAEEELIA0%-~60% N,
Above table is the standard cutting data for side milling maching, if for groove cutting | the VC should reach 50%-70% and the feed should reach 40%~60% based on the table,




=3 Aluminum Alloy, Super Bright High Efficient

Center Drill (Standard)
woxz AL sz« |G

D i}

Raim ISR
B

M

Dre
j’
Dia

L1

L2

Diameter A Shank Overall Length :
ngle :

D 9 D2 L2 Ordering Code
mm mm mm :

1 90° 4 50 LYDXZ-2F-01900450

2 90° 4 50 _2F-

3 90° 4 50 LYDXZ-2F-03900450

4 90° 4 50 LYDXZ-2F-04900450

5 a0 5 50 LYDXZ-2F-05900550

6 90° 6 50 LYDX7-2F-06300650

8 90° 8 60 LYDXZ-2F-08900860

10 ap° 10 75 LYDXZ-2F-10901075

12 90° 12 75 LYDXZ-2F-12901275

4 90° 4 100 LYDXZ-2F-049004100

6 90° 6 100 LYDXZ-2F-069006100 |
8 90° 8 100 LYDXZ-2F-089008100 |
10 9p0° 10 100 LYDXZ-2F-109010100

12 90° 12 100 LYDXZ-2F-129012100

16 ap° 16 100 LYDXZ-2F-169016100

iz tool Diameter (mm)
| 8 | 1012 |16 | 20




BEMER S EAELET]

Solid Carbide Inner R EndMill

@ EETH. AFEM. ASW. BN, BHSHE \
@ ERTEINNT, EEGEES. FEELSEE

@ HNRGEIEASMIBERIS, RERSNMHELIaE

@ Suitable for copper, stainless steel, alloy steel, carbon sta@l
cast iron and other materials.

@ It is suitable for arc processing and has the characteristics
—

of high smoothness and no burrs. . \

® The inner R end mill uses the latest ultra-fine tungsten
carbide, which has the highest wear resistance and strer%th

7] O MR 7] BRI TR F+

Improved edge wear resistance and tool steel




M, %5k Steel, Castiron

Internal R End Mill (Standard)

r
=il | @
E_ - _..1 ......................... ;
1 |
I L2 1

Diameter Radius Shank Overall Length

D R D2 Ordering Code

mm mm mm mm
4 0.5 4 50 MNRD-4F-040050450
4 0.75 4 50 NRD-4F-0400750450
4 1 4 50 NRD-4F-04010450
6 15 6 50 | NRD-4F-060150650 |
6 2 — 5 50 NRD-4F-06020650 |
4 25 6 50 I NRD-4F-060250650
8 3 8 &0 NRD-4F-0803060

10 4 10 60 NRD-4F-10041060
12 5 12 60 NRD-4F-12051260

14 6 14 75 MRD-4F-14061475

16 7 16 75 MNRD-4F-16071675

BOTHN M (mm) | Ve
152 | \workpiece Material || Depth ot eut | mymin
St e SPi0is0 T Haw ees ey (v

Aoy Steel

LESaEN TR, DR, SR EEES0%- 0%, SNt 60N,
Abowe table is the standard cutting data for side milling maching, if for groowve cuttingtheW'C should reach S0%-T%and the feed should reach 40%-60% based on the table.




Aluminum Alloy, Super Bright High Efficient

Internal R End Mill (Standard)
LYNRD = AL I-i:: @ Q;" jﬂ i Uni ¢

el
H

M

-‘

I
i
i
i
i
]
i
i
i
i
i
|
Aueys

| Dia |

Diameter Radius Shank Overall Length

D R D2 L2 Ordering Code
mm mm mm mm

4 0.5 4 50 MRD-LY-4F-040050450
4 0.75 4 50 NRD-LY-4F-0400750450
4 1 4 50 MNRD-LY-4F-04010450
6 1.5 6 50 NRD-LY-4F-060150650
6 2 6 50 NRD-LY-4F-06020650
B 2.5 [ 50 MRD-LY-4F-060250650
8 3 8 60 -LY-

10 4 10 60 NRD-LY-4F-10041060
12 5 12 60 MNRD-LY-4F-12051260
14 6 14 75 -LY-4F-

16 7 16 75 MNRD-LY-4F-16071675

T tool Diameter (mm)
- ENTHA 1 [ 2124 ﬁllslmhzlmlzn_

Workpiece Material

3 B | 10]12 |16 | 20 |

1_]& tood Diameter (mm)

BT g (mm)| Ve =
Workpiece Material Depth of cut | mémin




THY/3 ,“\J%_L%E?J

T-Shaped/Dovetail End Mill

@ E54a/ERIMER, ERTIRIEREINTERIE
@ EBFRLERiESRE

@ E{NMEREE, RAMA

@ Features shortened neck for long distance
machining operations

® Rounded corner radius profile increases
strength

@® Solid carbide for durability

VRO
REREIOTICIGIT Exﬁlﬁ%ﬁ’&ﬂﬁﬂﬂﬁﬁl@mﬁ

Special edge desugn effectwely solve the problem of sticky




M, $5¢k Steel Cast iron

T-Slot End Mill (Standard)

HRC
o atn A g |5 wizvor - R

Diameter Blade Thickness Shank Overall Length
D L D2 L2 Ordering Code
mm mm mm mm
2 0.5/1/1.5/2 4 50 TXD-4F-030050450
4 0.5/1/1.5/2 4 50 TXD-4F-040050450
[ 0.5/1/1.5/2/2.5/3 [ 50 TXD-4F-060050650
8 0.5/1/1.5/2/2.5/3 8 50 TXD-4F-080050850
10 1/1.5/2/2.5/3/4/5 10 60 TXD-4F-10011060
12 1/1.5/2/2.5/3/4/5 12 60 TXD-4F-
14 1/1.5/2/2.5/3/4/5 14 75 TXD-4F-14011475
16 1/1.5/2/2.5/3/4/5 16 75 TXD-4F-16011675
HE'IE-&I_EEFHL@I
BOTHE mmE (mm) | e 08 [ 09 1 10 12 14 16 1 18 1 2o
‘Workpéece Material Dapth of cut

Eme- e

LIERENTACRRE, DRDMGE, MWL ERMS0%-T0%, HEEmmLLA0%-60%IT0.
Above table is the standard cutting data for side milling maching, if for groove cuttingtheVC should reach 50%-70%and the feed should reach 40%-60% based on the table.




T 8a%, BEE% Aluminum Alloy, Super Bright High Efficient

T-Slot End Mill (Standard)
o AL T ‘@ Ve |S_ v « [T

R e e
B &
M
Gy
\ Mn‘_“ N 3
F ‘5"{%/ i '
Pieoc:
L ¥

Diameter Blade Thickness Shank
D L D2 2 Ordering Code
mm mm mm
3 0.5/1/1.5/2 4 50 TXD-LY-4F-030050450
4 0.5/1/1.5/2 4 50 TXD-LY-4F-040050450
6 0.5/1/1.5/2/2.5/3 6 50 TAD-LY-4F-060050650
8 0.5/1/15/2/2.5/3 3 50 TXD-LY-4F-080050850
10 1/1.5/2/2.5/3/4/5 10 60 TXD-LY-4F-10011060
12 1/15/2/2.5/3/4/5 12 60 TXD-LY-4F-12041260
14 1/1.5/2/2.5/3/4/5 14 75 TXD-LY-4F-14011475
16 1/1.5/2/2.5/3/4/5 16 75 TXD-LY-4F-16011675

Diameter (mm)
8 ] 1012 |16 ] 20

i teol Diameter (mm)
.~ ETHE omm ol 1 12 | 4 161 8110112116120
Workpiece Material | |Dopth of cut | mymin ﬁ




i, £58k Steel, Cast iron

Dovetail End Mill (Standard)

YWXD  TiAIN H:: @ Qé Ii

WL Unit

H¥Tol

0. 015

= ﬂ__@% A
Em

N

Jod.

Diameter Angle Shank Overall Length '
D D2 L2 Ordering Code
mm mm mm
1 30° 4 50 YWXD-4F-01300450
1 30° 4 50 YWXD-4F-015300450
2 30° 4 50 YWXD-4F-02300450 |
2.5 30" 4 50 YWXD-4F-025302450
3 30° 4 50 YWXD-4F-03300450 |
4 30° 4 50 L YWHD-4F-04300450
[ 30° [ 50 YWHD-4F-06300350
8 30° 8 60 | YWXD-4F-08300860
10 30° 10 75 YWXD-4F-10301075
1 45° 4 50 YWXD-4F-01450450
1.5 45° 4 50 YWXD-4F-015450450
2 45° 4 50 YWHD-4F-02450450
2.5 45° 4 50 YWXD-4F-025450450
3 45° 4 50 YWXD-4F-03450450
4 45° 4 50 YWXD-4F-04450450
[ 45° 6 50 YWXD-4F-06450650
3 45° 8 B0 YWHXD-4F-08450860
10 45° 10 75 YWXD-4F-10451075
WOTHHE D (men) | e ;T . 5§| e i T o0
150 Workpiecs Material Depth of cut | myrmin
B e it P S ety
e e o

Zm

FERamT e, DRI, SEmLLERS0%-T0%, EEAELI40% - 60 iR,
Above table is the standard cutting data for side milling maching, if for groove cuttingtheViC should reach 50%-Ti%and the feed should reach 40%-60% based on the table.



fEas, HEs® Aluminum Alloy, Super Bright High Efficient

Dovetail End Mill (Standard)
YWxXD AL H:: @ 2;5 IS_ mm:nit_

1]

ﬁ%& 2101

dolo

A2
e N ,
(=1 =
s |
i i
21 || | #2
L L =
Diameter Shank Overall Length ol
D Aile D2 L2 Ordering Code
mm mm mm
1 30° 4 50 YWHD-LY-4F-01300450
1.5 30° 4 50 YWXD-LY-4F-015300450
2 30° 4 50 YWXD-LY-4F-02300450
25 a0° 4 50 YWXD-LY-4F-025302450
3 30° 4 50 YWXD-LY-4F-03300450
4 30° 4 50 YWXD-LY-4F-04300450
B 30° (7] 50 YWXD-LY-4F-06300350
8 30° t:] B0 YWXD-LY-4F-08300860
10 30° 10 75 YWHD-LY-4F-10301075
1 45° 4 50 YWHD-LY-4F-01450450
1.5 45° 4 50 YWXD-LY-4F-015450450
2 45° 4 50 YWXD-LY-4F-02450450
2.5 45° 4 50 YWXD-LY-4F-025450450
3 45° 4 50 YWXD-LY-4F-03450450
4 45° 4 50 YWXD-LY-4F-04450450
6 45° 6 50 YWXD-LY-4F-06450650
8 45" 8 60 5
10 45° 10 75 YWHXD-LY-4F-10451075

i tool Diameter (mm)
BIOIHE i (mm)| Ve 11;1415 8 | 10 [12 [16 | 20

Depth of cut | mimin ﬂ
s .{ —— D ] = mj H % m% % %;ﬁ ﬂm
. 7§ tool Diameter (mm) .
1 | 2 T aTe6e 8 lTiwli2zT16120

ﬁ

T

e b el




RN - EEEE
Thread End Mills - Carbide

@ ERTAEN. FUHBEENSSFHEERETH
@ HEARERIIDERTIO, BRESLHEIRT

@ Suitable for stainless steel, heat-treated mold steel
and other high-hardness steel materials

@® Combined with fully ground arc sharp edges, high
wear-resistant professional milling design

7] O EE R 7 B NIERFH

Improved edge wear resistance and tool rigidity




i, E5¢k Steel, Cast iron

hread End Mill (standard)
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HHEER feed velocity (mm/min) 840

Diameter Cutting Length Shank Overall Length _ e
Model (pitchP) | D il b2 L2 Ordering Code
i M M mim e i Y
M3'PD5 23 6 4 50 LWXD-3F-023060450
MB*PD.5 4 10 4 50 LWXD-3F-04100450
MB-M12*PD.5 6 13 3 60 LWXD-3F-06130660
M3.5'P0.6 27 7 4 50 LWXD-3F-027070450
MA*P0.7 3 8 4 50 LWXD-3F-03080450
M4.5*P0.75 34 g 4 50 LWXD-3F-034090450
M6*PD.75 48 12 [ 60 LWXD-3F-048120660
MB*P0.75 6 16 [ 60 LWXD-3F-061
M10-M12*P0.75 8 20 8 60 LWXD-3F-08200860
M5*PO.B 4 10 4 50 LWXD-3F-04100450
ME*P1 48 12 6 60 LWXD-3F-048120660
ME*P1 6 16 6 &0 LWXD-3F-06160660
M10*P1 8 20 8 60 LWHD-3F-08200860 ]
[ 12-M14"P] 10 22 10 75 LWXD-4F-10221075
M16*P1 12 30 12 75 LWXD-4F-12301275
| M20-M4B*P1 16 30 16 90 LWXD-4F-16301690
MB*P1.25 6 16 6 60 LWXD-3F-06160660
M10°P1.25 8 20 ] 60 LWXD-3F-082008650
M12-M14*P1.25 10 25 10 75 LWXD-4F-10251075
M10°P1.5 8 0 8 60 LWXD-3F-08200860
M12-M20°P15 10 28 10 75 LWXD-4F-10281075
M14-M24°F1.5 12 28 12 75 LWXD-AF-12281275
| M20-M4B*P1.5 16 30 16 50 LWXD-4F-16301650
| M12¢P1.75 9.8 30 10 75 LWXD-4F-098301075
M14*P2.0 10 30 10 5 LWXD-4F-10301075
M16*P2.0 12 30 12 75 LWXD-4F-12301275
M20-MBO*P2.0 16 40 16 100 LWHD-4F-164016100
M18-M20*P2.5 14 36 14 100 - 1
 M20-MBO*PZ.5 16 40 16 100 LWXD-4F-164016100
M24*P3.0 16 42 16 100 LWXD-4F-164216100
Tool Dsameter (mm
__ﬂ,s__j_;}._ali.nl'tzliljmlmrzg__
— _ . — —
s ey e TH W 7 U W0 o W 2E
668 rote speed (min-1) ;g.ma; u#m0 S5o 1&911 1%9 193 12380 47a0

rERsRNT RN, MM, WL EFns0%-T0%, EHEEAmLLA0% - 60% AR,
Above table is the standard cutting data for side milling maching, if for groove cuttingtheVC should reach 50%-70%and the feed should reach 40%-60% based on the table.
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Diameter | Cutting Length Shark Overall Length s . e

Model (pitch P) D L b2 2 Ordering Code ‘
mim mim mm mm 5

M3*PO.> 23 6 4 50 LWXD-3F-YL023060450
MG*PD.5 4 10 4 50 LWXD-3F-YLO4100450
MB-M12*P0.5 ] 13 ] &0 LWXD-3F-YLOG130660
[M35*P06 27 7 4 50 LWXD-3F-YL027070450
MA*POT 3 & 4 50 LWXD-3F-YLO3080450
M4.5*P0.75 34 9 4 20 LWXD-3F-YLO34090450
Me*PO.7S 4.8 12 & &0 LWXD-3F-YLO481 20660
MB*P0.75 6 16 6 60 LWXD-3F-YLOG 160660
M10-M12*P0.75 8 20 8 &0 LWXD-3F-YL06 200860
M5*P0.8 4 10 4 S0 LWXD-3F-Y L0 100450

[ M6*P1 48 12 6 60 [ LWXD-3F-VI048120660 |

MB*P1 6 16 6 60 | IWXD-3FVI0G160660 |
M10*P1 8 20 a il LWXD-3F-YLOB 200860
M12-M14*P1 10 22 10 75 LWXD-4F-YL10221075
M16*P1 12 30 12 75 LWXD-4F-¥L12301275
M20-M48*P1 16 30 16 90 LWXD-4F-YL16301630
ME*P1.25 4] 16 ] &0 LWXD-3F-YLD61 60660
M10*P1.25 8 20 8 &0 LWXID-3F-Y1 08200860
| M12-M14°P1.25 10 23 10 75 LWXD-4F-YL 10251075
MI10*P1.5 ] 20 8 &0 LWXD-3F-YLOS 200860
M12-M20*P1.5 10 28 10 75 LWXD-4F-YL10281075
M14-M24*P1.5 12 28 12 75 LWXD-4F-YL12281275
M20-M48*P1.5 16 30 16 90 LWXD-4F-YL16301690
M12*P1.75 98 a0 10 75 LWXD-4F-YLOS8301075
M14*P2.0 10 30 10 75 LWXD-4F-¥L10301075
M16*P2.0 12 30 12 75 LWXD-4F-¥L12301275
M20-MB0*P2.0 16 40 16 100 LWXD-4F-YL164016100
M18-M20*P2.5 14 36 14 100 LWXD-4F-YL143614100
| M20-MBD*P2.5 16 40 16 100 LWXD-4F-YL164016100
M24*P3.0 16 42 16 100 LWXD-4F-YL164216100

Diarmeter {mm)
8 1 1012 16 | 20 |
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CNCHEOZERISNELL
CNC imported solid tungsten steel drill

he 4

@ 04umAERIESINERL, BEES
RO AR S E E R SR

® ERTIMR, BEE, THN,
Hik, RYBEREEMRESS,
HRESFARSEFHRIINT.

® 0.4pm micro-particle tungsten steel
raw material has higher wear
resistance and higher hardness for
high-speed cutting.

® Suitable for steel, aluminum alloy,
stainless steel, cast iron, short-chip
non-ferrous metals, nickel-based
alloys, and titanium alloys.

FARITIORiT, BXERTIETIOLE )RR

Special edge design, effectively solve the problem of sticky

- : :} =
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Diameter Cuttin% Length Shank Overall Length
D 1 D2 L2 Ordering Code
mm mm mm mm
1-2 1-2 40 MHZ-2F-010140
2.1-29 2.1-29 40 MHZ-2F-02102140
3-4 34 50 MHZ-2F-03203250
4.1-5 4.1-5 S0 MHZ-2F-04104150
5.1-6 5.1-6 50 MHZ-2F-05105150
6.1-7.1 6.1-7.1 50 MHZ-2F-06106150
7.2-8.1 7.2-8.1 60 MHZ-2F-07207260
8.2-9.1 8.2-9.1 75 MHZ-2F-08208275 |
9.2-10.1 9.2-10.1 75 MHZ-2F-09209275
10.2-11.1 - 10.2-11.1 75 MHZ-2F-10210275
11.2-12.1 HOCELROAL 121 75 MHZ-2F-11211275
12.2-13.1 12.2-13.1 75 MHZ-2F-12212275
13.2-14 13.2-14 100 MHZ-2F-132132100__|
14.1-15.1 14.1-15.1 100 MHZ-2F-141141100
15.2-16.1 15.2-16.1 100 MHZ-2F-152152100
16.2-17.1 1§.2-1T.1 100 MHZ-2F-162162100
17.2-18.1 17.2-18.1 100 MHZ-2F-172172100
18.2-19.1 18.2-19.1 100 MHZ-2F-182182100
19.2-20 19.2-20 100 MHZ-2F-192192100
ST DeE (mm) | Ve [N | wlf o e 1T 18 1 20 |
150 Workgiece Material Dapth of cut | mymin ﬁ
mmm 30 mwﬁ 1fnm.i'rlﬂn,1 aisiﬁ 31 o 56 ﬁm n 1?91 11"'-}1&1‘?:.'1 0
70 .“ mwmitwm E;ﬁg aggn zzan 'msm mm mgsn 1%?: 4780

B0

LERERN T, TIMNE, SSERLL EEmS0%~T0%, IR0~ 60% NEREN.
Above table is the standard cutting data for side milling maching, if for groove cuttingtheVC should reach 50%-70%and the feed should reach 40%-60% based on the table.



¥ M, 85k Steel, Cast iron

Twist Drill (Extra Long)

MHz TiaN i (69 itzyns T
T | D D
pam 2lhnls == :
-
L L2 S |
| |
a1
(o]
L1
Diameter Cuttin% Length Shank Overall Length
D 1 D2 L2 Ordering Code
mim mim mm mm
3-4 3-4 100 MHZ-2F-0303100
4.1-5 4.1-5 100 MHZ-2F-041041100
5.1-6 51-6 100 MHZ-2F-051051100
6.1-7.1 6.1-7.1 100 MHZ-2F-061061100
7281 ~ 7281 100 MHZ-2F-072072100
[ v | e 8291 100 MHZ0-2F-082082100
92-10.1 9.2-10.1 100 MHZ-2F-092092100
102-11.1 10.2-11.1 100 HZ-2F-1 1
11.2-12.1 11.2-12.1 100 MHZ-2F-112112100
12.2-13.1 12.2-13.1 100 MHZ-2F-122122100
IS IR (mm) Ve
50 Workpiecs Material Depth of cut | mymin

TR
w2
ap<0SD.

LEREENTEEE, DRMME, SRBLLERNS0%-T0%, HENEELI0%-60% iR,
Above table is the standard cutting data for side mélling maching, if for groove cuttingtheVC should reach 50%-70%and the feed should reach 40%-60% based on the table.




M, 58k Steel, Cast iron

Twist Drill (Standard)

WGZT TiAIN 65

M @

HRC

6L

o

® L2
5]
L1
Diameter Cutting Length Shank Overall Length '
D L1 D2 L2 Ordering Code
mim mim mim mim |
1-2 1-2 40 WGZT-2F-010140
2.1-29 21-29 40 WGZT-2F-02102140
3-4 3-4 50 WGZT-2F-03203250
4.1-5 4.1-5 50 WGZT-2F-04104150
5.1-6 5.1-6 50 WGZT-2F-05105150
6.1-7.1 6.1-7.1 50 WGZT-2F-06106150
7.2-8.1 7.2-8.1 60 WGZT-2F-07207260
8.2-9.1 8.2-9.1 75 WGZT-2F-08208275
9.2-10.1 9.2-10.1 75 WGZT-2F-09209275
10.2-11.1 = 10.2-11.1 75 WGZT-2F-10210275
11.2-12.1 LOC=1/2 OAL 11.2-12.1 75 WGZT-2F-11211275
12.2-13.1 12.2-13.1 75 WGZT-2F-12212275
13.2-14 13.2-14 100 WGZT-2F-132132100
14.1-15.1 14.1-15.1 100 WGZT-2F-141141100
15.2-16.1 15.2-1 §1 100 WGZT-2F-152152100
16.2-17.1 16.2-17.1 100 WGZT-2F-162162100
17.2-18.1 17.2-18.1 100 WGZT-2F-172172100
18.2-19.1 18.2-19.1 100 WGZT-2F-182182100
19.2-20 19.2-20 100 WGZT-2F-192192100
mam b
BOTHY o (mm) | v 1 3 ;ljmﬂ'ﬂ' [ I
0 Workphece Material Depth of cut | mdmin ﬁ
228, BER<6NAD  PSID 83 rote speed (min-1) 19110 9550 6370 7170 4780 3490
Riloy steelhardened stoel  2p<005D 120 G feed velocity 380 380 380 930 380 360
0.7D $618 rote speed (min-1) 15920 11940 7960 5180 4780 3980
Rioy tod, napdened fee 3pS003D % B@em feedwelocty (mmvmih) 360 380 370 620 370 340

FEasRtTrtsn, DRI, SEELLFIEc0%-T0%, REEmL40-e0%HnEl.
Above table ks the standard cutting data for side milling maching, if for groove cutting , the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.



M, ¥k Steel, Cast iron

Twist Drill (Extra Long)
v« [ R

D D
B¥Tel 0
=0. 015

L2
sl |
[a}
L1
Diameter Cutting Length Shank Overall Length [ '
D L1 D2 L2 Ordering Code
mm mm mm mm
3-4 3-4 100 WGZT-2F-0303100
41-5 4.1-5 100 WGZT-2F-041041100
5.1-6 5.1-6 100 WGZT-2F-051051100
6.1-7.1 6.1-7.1 100 WGZT-2F-061061100
7.2-8.1 LOC=1/2 OAL 7.2-8.1 100 WGZT-2F-072072100
8291 | 82:9.1 100 S
= 9.2-10.1 100 WGZT-2F-052092100
10.2-11.1 10.2-11.1 100 WGZT-2F-102102100
11.2-12. 11.2-121 100 WGZT-2F-112112100
12.2-13.1 12.2-131 100 WGZT-2F-122122100
i
NI e (mm) [ Ve : 1 a4 1] I [ I O
52 | workpiece Materisl || Depth of cut | mymin ﬁ
PRI, B 0 BREG W B B W B W
P, 38R+ BESEe W W W B W

LRSI TAORE, DRIHNE, SHNmLLERE0%-T0%, HENErmLia0te-60% iRk,
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach 50%~T0% and the feed should reach 40%~60% based on the table,
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L1
Diameter Cuttin% Length Shank Overall Length :
D 1 D2 L2 Ordering Code
mm mm mm mm
1-2 1-2 40 LYMHZ-2F-010140
21-29 2.1-29 40 LYMHZ-2F-02102140
3-4 3-4 50 LYMHZ-2F-03203250
4.1-5 4.1-5 50 LYMHZ-2F-04104150
5.1-6 5.1-6 50 LYMHZ-2F-05105150
6.1-7.1 6.1-7.1 50 LYMHZ-2F-06106150
7.2-81 7.2-8.1 60 LYMHZ-2F-07207260
8.2-9.1 8.2-9.1 75 LYMHZ-2F-08208275
9.2-10.1 9.2-10.1 75 LYMHZ-2F-09209275
10.2-11.1 LOC=1/2 OAL 10.2-11.1 75 LYMHZ-2F-10210275
11.2-12.1 11.2-12.1 75 LYMHZ-2F-11211275
12.2-13.1 12.2-13.1 75 LYMHZ-2F-12212275
13.2-14 13.2-14 100 LYMHZ-2F-132132100
14.1-15.1 14.1-15.1 100 LYMHZ-2F-141141100
15.2-16.1 15.2-16.1 100 LYMHZ-2F-152152100
& 16.2-17.1 100 LYMHZ-2F-162162100
17.2-18.1 17.2-18.1 100 LYMHZ-2F-172172100 __|
18.2-19.1 18.2-19.1 100 LYMHZ-2F-182182100
[ 19.2-20 19.2-20 100 LYMHZ-2F-192192100 |
% tool Diameter (mm)
112 [ 4 16 8 110]121]16]20
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L1

Diameter Cuttin? Length Shank Overall Length
D 1 D2 L2 Ordering Code
mim mim mim mim
3-4 3-4 100 LYMHZ-2F-0303100
4.1-5 4.1-5 100 LYMHZ-2F-041041100
5.1-6 5.1-6 100 LYMHZ-2F-051051100
6.1-7.1 6.1-7.1 100 LYMHZ-2F-061061100
7.2-8.1 7.2-8.1 100 LYMHZ-2F-072072100
8291 Hec=1/z061 8.2.9.1 100 LYMHZ-2F-082082100
9.2-10.1 9.2-10.1 100 LYMHZ-2F-092092100
10.2-11.1 10.2-11.1 100 LYMHZ-2F-102102100
11.2-12.1 11.2-12.1 100 LYMHZ-2F-112112100
12.2-13.1 12.2-13.1 100 LYMHZ-2F-122122100
| | Ei]& tlMll UiamEitEr {MT} | |
STHE e (me| ve 1 2 4 (:] . 3_ 10 ] 12 |16 | 20
B0 workpece materia Depth t:fu.nJ m/min ﬁ
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CNMG*-MT CMNG*-M CNMG*-GT CNMA® CNMG* CNMG*-GH CNMG"-BF CNMG*-BM CNMG*-5 CNMG*-MA CHNMG"-MS

SO SOOSS

DNMG*-MT DNMG™-GT DHNMA® DNMG* DNMG*-BF DNMG®-BEM DNMG*-S

SNMG*-MT SHMG*-M SNMG"-GT SNMA® SNMG* SNMG*-BF SNMG*-BM SNMG*-5 SNMG*-MA SNMG*-MS

ArbdbbAbsbALAA

THMG*-MT THNMG*-M THMG*-GT THMA®* THMG* THMG*-BF TNMG®"-BM TNMG®-5 THMG*-MA THNMG*-M5

= Gl

VHMG"-MT WVNMG"-GT  VNMA® VNMG* VNMG®-BF VNMG"-BM

& 58060684848

WHMG*-MT WHNMG"-M WHNMG*-GT WRNMA® WHNMG® WNMG®-GH WHNMG*-BF WNMG®-EM

® FRAEHITIR

8 o i A <

E-CCMT* E-DCMT-MV E-5CMT E-TCMT E-VEMT-MV
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Changzhou Handerk Precision Tools Co., Ltd.

Contact

. Wechat
£ 4= +86 13815069640

I

YR Whatsapp: +86 13815069640
FE%% Email: sherry@hdktool.com

No. 26, Lingshan Middle Road, Xixiashu iIhasEMmidt X A EEE
RULFEE26S

Town, Xinbei District, Changzhou City,
Jiangsu Province, China

Working Hours: 09:00 - 18:00 T {ERiE): 09:00 - 18:00



