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GESAC Profile

Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a national high-tech enterprise with Chinese-foreign joint invest-
ment. It is also a key member of Xiamen Tungsten Co., Ltd., a state-owned listed company. GESAC is committed to the research, develop-
ment and production of tungsten series products such as high-quality tungsten powder materials, cemented carbide and precision cutting
tools, as well as the provision of professional solutions for the industry. It is a renowned supplier of tungsten powder, cemented carbide and
cutting tools.

Relying on the product integration technology research and development of the complete tungsten industry chain and the practical and in-
novative management concepts, GESAC has always maintained a strong momentum of development. It provides global users with tungsten
powder products and services with the highest cost performance, and offers excellent products and comprehensive solutions for solving
the problems of high hardness, high temperature resistance and wear resistance in the modern industrial field. Its customers are distribut-
ed around the world, enjoying a high reputation both at home and abroad.

GESAC currently has more than 3,000 employees, five production bases, four overseas sales companies and one enterprise technology cen-
ter. It has independently undertaken and completed a number of projects such as the "National Science and Technology Support Program
Projects”, the "National Science and Technology Major Projects", the "National Torch Program Projects", the "National Key New Product"
development projects and key research topics at the provincial and municipal levels. It has been rated as a "Backbone Enterprise in Strategic
Emerging Industries", an "Innovative Enterprise" and an "Advanced Technology Enterprise". It has won many patents and awards, including
the second prize of the National Science and Technology Progress Award. Its cutting tools have obtained more than 400 patents, including
invention patents, utility model patents and design patents.
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Product Chain

GESAC has a complete tungsten product chain ranging from ore mining to tungsten powder, cemented carbide products and precision

cutting tools.
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MILLING | Indexable Milling Tools

Designation Rules of ISO Milling Insert Type

Tip Angle . Relief Angle Tolerance Tolerance
Code = Shape © Graphics Code © (i) (inch)
Regul ° ° " . . i " q g i
H H:fa”gzrn 120 O A 3 Code Tip Height = Thickness Iné?rréll:)eed Tip Height = Thickness Inzic:é?eed
° M M
o 35&‘322 1350 O B 5 (M) (s) @d) (M) (s) @d)
Regular C 7° A +0.005 +0.025 +0.025 +0.0002 +0.001 +0.001
P pentagon =~ 108 O D 15° F $0.005 = +0.025 £0.013 | +0.0002 +0.001 +0.0005
S Square 90 ° D E 20° C +0.013 +0.025 +0.025 +0.0005 +0.001 +0.001
T R oo A ; 250 H | %0013 | £0.025 | $0.013 | #0.0005 |  0.001 +0.0005
Triangle G 20° E +0.025 +0.025 +0.025 +0.001 +0.001 +0.001
< 80° G +0.025 +0.13 +0.025 +0.001 +0.005 +0.001
D 55° N 0° 0,05~ 0,002~
£ biamond 75° D p 10 J +0.005 +0.025 +0.13 +0.0002 +0.001 +0.005
F 50° +0.05~ +0.002~
0] Others
M 86° K +0.013 +0.025 +0.13 +0.0005 +0.001 +0.005
v 35° L 0025 0025 = 0:05~ +0.001 £0.001 +0.002~
N +0.13 +0.005
W | Heagon | 80 A % v | 008~ o 3005- | 30003~ | oo +0002-
L Rectangle 90 ° ] ~ +0.18 - +0.13 +0.007 o +0.005
o +0.08~ +0.05~ +0.003~ +0.002~
A parallel 85 N sons 005 o3 0007 | 0007 +0.005
B | Quadrilat- 82° [T
oral _ U +0.13~ 013 +0.08~ | +0.005~ 40,005 +0.003~
K 55 @ Relief Angle Code +0.38 =0 +0.25 +0.015 =0 0.01
R Circular _ O
@ Shape Code (3 Accuracy Code
‘ I
[
@ Chip Breaker - Hole Code ®Iso CUtt'ng(ﬁjr% Length Code
With/
Code | without | Hole shape | Chip breaker Shape A
hole @ @ ;@ i @ L-——JJ g Inscribed
circle
" v Cove OITEN| coe | OUTET | cose | OUTET cose OUTET| code | O coe WS cone O cone Opper
R No — single- | [N/
sided 03 3.97 03 4.0 06 6.9 4 48 3.97
F D:i;::f‘ Fax_ v 04 | 476 04 48 08 82 5 58 476
05 5 — — — — — — — — — — — — — — 5
A No Z—E 05 5.56 05 5.6 03 3.8 09 9.6 6 6.8 5.56
Cylindrical | Single- _ _ _ -1 = _ _ _ _ _ _ _ _ _
M hole | sdea 7| | % | s ¢
Double- 06 6.35 06 6.5 04 43 m" 1" 7 7.8 n" 1.2 6.35
G sided EImYIrT 07 7.94 08 8.1 05 5.4 13 138 9 9.7 7.94
Partial
w cy|ind',ica| No EI1T3 8 8 - - i Rl - | - - | - - - | - - | - 8
h|°|e"dSirg Single- 09 9.525 09 9.525 09 9.7 06 6.5 16 16.5 n" 1.6 16 16.6 16 19.7 9.525
T 94?);5163“' sided [I] m 10 10 — — — — — — — — — — — — — — 10
Partial _ _ [ I I N _ I —_ | -
Q| ves |ofminal  No  EAIINALY | | P72 i
hole, dou- Doubl 12 12.7 12 12.7 12 12.9 08 8.7 22 22 15 15.5 22 221 127
-Si louble:
v bl%fl‘;ﬁ?' sided ERN 15 15875 15 | 15875 | 16 | 161 | 10 | 109 | 27 | 275 | 19 | 194 15.875
B cy[l’iirdtli'?clal No 0Ooa ' ' — — — — - — — — — — — — — - °
hole, sin- - 19 | 19.05 19 19.05 19 193 13 13 33 33 23 233 19.05
H 9;%;5138‘3' S;{:jgels- O\ ars 20 20 - — — — — - — - — — - — - — 20
Partial 22 22.225 22 22,6 38 385 27 271 22.225
¢ cyli?lzjlr?cal No FAR:) AN vy 25 25 — — — — — — — — — — — — — — 25
hole, dou-
J ble-sided, | Double- o 25 | 254 | 25 | 254 25 | 258 44 44 31 31 254
70°~90° sided
31 31.75 31 31.75 32 322 55 55 38 38.8 31.75
X - - - PON®=| 3 N — — — — — — — — — — — — — — 2
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Indexable Milling Tools | MILLING

Applicable Insert Shape: H,0,P,S,T,.C,E, MW,R
Tolerance of Inscribed | Tolerance of Tip Height Tolerance of Inscribed | Tolerance of Tip Height
Standard Circle (2d) (m) Standard Circle (2d) (m)
Inscribed (mm) (mm) Inscribed (inch) (inch)
Circle KL Circle
o u M,N U . Class),K, Class),K,
(mm) M,N (inch) Class U Class U
(grade) (grade) (grade) (grade) LMN LM,N
96"53255 +0.05 +0.08 +0.08 +0.13 gggg +0.002 +0.003 +0.003 +0.005
12.7 +0.08 +0.13 +0.13 +0.2 0.500 +0.003 +0.005 +0.005 +0.008
15.875 0.625 Code Thickness
19.05 +0.1 +0.18 +0.15 +0.27 0.750 +0.004 +0.007 +0.006 +0.011 (mm)
25.4 +0.13 +0.25 +0.18 +0.38 1.000 +0.005 +0.010 +0.007 +0.015 01 1.59
31.75 1.250 m 1.98
+0. £0. +0. 0. +0. +0. £0. +0.
0 +0.15 0.25 0.2 0.38 1260 0.006 0.010 0.008 0.015 02 238
T2 2.78
Applicable Insert Shape: D Applicable Insert Shape: V 03 318
f f Tolerance of Tolerance of Tip Inscribed Circle Tolerance of Tolerance of Tip T3 3.97
el aze) e () Inscribed Circle Height (2d) Inscribed Circle Height 04 476
mm inch mm inch mm inch mm inch mm inch mm inch 05 5.56
6.35 0.250 +0.05 +0.002 +0.11 +0.004 6.35 0.250 +0.05 +0.002 +0.15 +0.006 06 6.35
9.525 0.375 +0.05 +0.002 +0.11 +0.004 9.525 0.375 +0.05 +0.002 +0.15 +0.006 07 7.94
12.7 0.500 +0.08 +0.003 +0.15 +0.006 12.7 0.500 +0.08 +0.003 +0.20 +0.008 09 9.52
15.875 0.625 +0.10 +0.004 +0.18 +0.007 15.875 0.625 +0.10 +0.004 +0.27 +0.011 ® Thick d
19.05 | 0750 | %010 | $0.004 | %018 #0007 | 19.05 | 0.750 | 0.10  $0.004 0.27 | 0.011 Ickness code

LO) L © L©)

N

Inscribed Circle (@d) @ Tool Cutting Edge Angle, Wiper Relief Angle, and Code for Major Cutting Code for Chip Breaker
Tip Shape Edge
q q | 1l Shape of Code | Working Condition
Tip Height (m) Code Cutﬁing Shape g h
Tool . General Light
: Relief Edge GL )
. cutting angle A(c Cutting
Insert Thickness (s) edge radius £ | sharp Edge Gv | General Medium
angle p=dg Cutting
99 £ Tool ! : E Circular GH Gence::tlir}jgavy
00 ) ) < §
Tool Ap- (. ing Wiper Tip Arc Edge Light Cutting of
5 Code  proach “py . Code  Relief = Code  Radius Neaati PL Steel
t
£ Angle Angle Angle (mm) T La:girlge C} pv | Medium Cutting of
& A 45° | 4s5° A 30 | o Cireular i steel
o Insert s gomposn:s pr | HeavyCutting of
D | 30°  60° B 5° 0 003 aSESC',‘éaete ; 3 Steel
e E | 1s°  75°  Cc | 7° 02 02 kw | Medium Cutting of
¢ ° ° ° Cast Iron
< F 5 85 D 15 04 0.4 (® Code for Cutting Direction «r | Heavy Cutting of
P 0° 90° E 20° 08 0.8 Cast Iron
z Others F 25° 12 12 Code . St:ipeEodf o Diagram vy | Medium Cutting of
[ 1 B G 30° 16 16 utting Edg Stainless Steel
N 0° 20 20 R Right V? wH Wiper Cutting
@— P 11° 24 2.4 22 NL/AL Light Cutting of
L 7 Others 28 o8 . Left CF@ Nonferrous Metal
32 32 |\ | | ez
D e o5
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MILLING | Indexable Milling Tools

Model Designation Rules of Indexable Milling Cutter

MF A 1 45 -160 R

) 2 ) () )

@ Tool Type ‘ (2 Series Number 3 Product Generation @ Tool Cutting Edge Angle

Milling ™% Planar Milling 1 1st Generation 45 45=45°

Planar Conventional ‘

Conventional

M Shoulder Milling

m
N

2nd Generation

Shoul-
der MH
Milling

Long Flute
Shoulder Milling

Heavy Duty ‘

MV

Shoulder Milling ® Tool Diameter ® Cutting Direction

MP Conventional
Profile Profile Milling ‘ 160 160 = 160 mm R Right

Milling g Ball Nose Profile
Milling L Left

Fast
Feed MK
Milling

Conventional
Fast Feed Milling

Groov- Three-Edge
) MS )
ing Grooving

Cham-
fer  MC Chamfer Milling

Milling

Others| MX Special Milling
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Indexable Milling Tools | MILLING

09 C 40 (T)-S E 13 (U) (M)

@) ) ) @) M) 2D ) (@)

@ Number of Teeth Interface Type © Interface Size Neck Type
09 9 teeth A Type A Interface 40 40 =40 mm T Tapered Neck
B Type B Interface N No Neck
@ Insert Shape c Type Clnterface @ Insert Relief Angle

% 35° Diamond D Type D Interface N 0° @ Cutting Edge Length

D 55 ° Diamond M | Threaded Interface B 5o 13 13=13mm

C 80 ° Diamond P Straight Shank C 70
W Flattened Straight .

S Square Shank P " Tool Holder Length

T Regular Triangle K Disc Interface D 15° s Short

R Circular BT Type Bt Interface E 20° M Moderate

L Rectangle HA Hsk-A Interface F 250 L Long

@ Tool Tooth Pitch

u Unequal Teeth
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MILLING | Indexable Milling Tools

Model Designation Rules of Modular Extension Bars

EH-M 12 G 25 L200 T (080) C

@) EIEIE) () @) ) ©)

@ Product Type @ Thread Type (3 Thread Diameter @ Shank Type
EH Modula;):tensmn M Standard Thread 12 12=12mm G Cylindrical Shank
T Trapezoidal Thread BT Bt Shank
® Shank Diameter ® Overall Length @ Neck Shape Neck Length
25 25=25mm L200 L200 =200 mm S No Neck 080 080 =80 mm
P Reduced Neck
T Tapered Neck
® Material
C Cemented carbide
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Indexable Milling Tools | MILLING

Series Introduction

Face Milling Series

ODK(M)T

Positive type eight edged 43° face milling
ODK(M)T insert + MFA143 tool

e Single-sided positive type 8-edge insert, which is highly
economical.

® The insert has a wiper design, which can meet the needs of
finishing.

e It is mainly used for finishing to semi-finishing steel, cast
iron, and aluminum alloy materials.

SEE(M)T

Positive type four edged 45° face milling
SEE(M)T insert + MFA145 tool

® Single-sided positive type 4-edge insert, with a variety
of geometry designs, enabling light and smooth
cutting.

e When paired with a wiper insert, it can meet the needs
of finishing.

e It is mainly used for semi-finishing to finishing steel,
cast iron, and stainless steel materials.

SNE(M)U

Negative type eight edged 45°/75°/88°
face milling

SNE (M)U insert+
MFB145/245/275/288 Tool

e Double-sided thickened negative type 8-edge insert design,
with high strength, ensuring machining stability.

e It has a variety of tool cutting edge angle designs, including
45°,75°,88°, and R angles, which can meet the needs of
various working conditions.

e [t provides three options of tooth numbers: sparse teeth,
dense teeth, and ultra-dense teeth, to deal with different
machining conditions.

® The MFB145 series is paired with a shim, which can protect
the tool.

e It is mainly used for rough to semi-finish face milling of steel
and cast iron materials.

GESAC _ 009



MILLING | Indexable Milling Tools

Series Introduction

Face Milling Series

HNG(K)U

Negative type twelve-edge 15°/45°/60°
face milling
HNG(K)U insert + MFC115/MFC145/MFC160

tool

e Double-sided negative type 12-edge insert design, with high
economy.

® The insert has a segmented cutting edge design and can be
paired with three types of cutters with different tool cutting
edge angles.

e It provides two options of tooth numbers: sparse teeth and
dense teeth, to deal with different machining conditions.

e It is mainly used for rough to semi-finish face milling of steel,
cast iron, and stainless steel materials.

HNE(M)X

Negative type twelve-edge 60° face milling
HNE(M)X insert + MFB160/MFB260 tool

e Double-sided negative type 12-edge insert design, with high
economy and high strength, and it is a proficient tool for
machining cast iron materials. /(‘:

e With a wedge-type installation and clamping method, the MFB160 \3
has an adjustable mechanism, which can ensure the machining ;
surface quality.

e It provides two options of tooth numbers: sparse teeth and dense
teeth, to deal with different machining conditions.

e It is mainly used for roughing to finishing of cast iron materials.

010 _ GESAC



Series Introduction

Shoulder Milling Series

APM(G)T

Positive double-edged shoulder milling
APM (G)T+MEA190 Tool

e Arich variety of geometry configurations can meet the
needs of various working conditions.

® When paired with a geometry for aluminum, it can
achieve the cutting of aluminum alloy materials.

e It is mainly used for roughing steel, stainless steel, cast
iron, and aluminum alloy materials.

APK(E)T

Positive double-edged shoulder milling
APK(E)T insert + MEB190/MHB190 tool

e The curved edge type structure design effectively reduces
the cutting resistance.

e When paired with a helical milling tool, it can achieve
high-efficiency milling processing.

e When paired with a geometry for aluminum, it can achieve
the cutting of aluminum alloy materials.

e It is mainly used for roughing to semi-finishing steel,
stainless steel, cast iron, and aluminum alloy materials.

APEW

Positive type two-edge precision-ground
shoulder milling
APEW insert + MEJ190 tool

e The spiral edge structure design improves the machining
accuracy of the side wall.

® The special cutting edge design enables reciprocating preci-

sion plunging machining.
® The precision-ground surface meets the requirements of
high-precision machining.

Indexable Milling Tools | MILLING
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Series Introduction

Shoulder Milling Series

ADGT wm

Positive double-edged shoulder milling
ADGT insert + MET190 tool

e The spatial curved edge type structure design effectively
reduces the cutting resistance.

® The variable edge width structure design improves the
tool life.

® A special geometry for machining titanium alloy materials.

e It is mainly used for roughing to semi-finishing titanium
alloy materials.

SDKT

Positive type four edged shoulder millir
SDKT insert + MES190 tool

® The curved edge type design effectively reduces the cutting
resistance.

e The multi-relief angle design improves the strength and
sharpness of the insert.

e It can achieve various cutting methods such as face milling,
shoulder milling, and grooving.

e It is mainly used for roughing to semi-finishing steel and
cast iron materials.

XDHT

Positive type two-edge shoulder milling
for aluminum
XDHT insert + MEH190 tool

e The large rake angle design results in low resistance and
light cutting.

® The positive type double relief angle design improves the
strength of the cutting edge.

® The long cutting edge design meets the working conditions
of large-cutting depth machining.

® The curved edge type design can achieve a true 90° step
during shoulder milling.

e It is mainly used for roughing to semi-finishing aluminum
alloy materials.

012 _ GESAC
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Series Introduction

Shoulder Milling Series

ANKX

Negative type four edged shoulder milling
ANKX insert + MEC190/MHC190 tool

® The negative type thickened structure design enhances the tool
strength and can meet the requirements of heavy duty machining.

e The ground curved edge design can achieve good machining of
vertical walls.

e When paired with a helical milling tool, it is suitable for heavy duty
and high-efficiency machining.

e It is mainly used for roughing to semi-finishing steel and cast iron
materials.

WNG(M)U

Negative type six-edge shoulder milling
WNG(M)U insert + MEE190 tool

® The negative type 6-edge insert has high economy.

® The negative type double-sided and large rake angle
structure design ensures the sharpness of the cutting edge
while improving the insert strength.

e The end edge has a wiper, which can meet the requirements
of good surface quality.

e It can achieve various cutting methods such as face milling,
shoulder milling, and grooving.

e It is mainly used for roughing to semi-finishing steel and cast
iron materials.

LNE(M)T

Vertically-installed eight edged shoulder milling
LNE(M)T insert + MVA190/MVA290 tool

® The unique vertically-installed structure design, with high
strength, is suitable for heavy duty milling and has high
machining efficiency.

® The negative type 8-edge design can meet the matching use of
left-handed and right-handed insert tools.

e [t provides two options of tooth numbers: sparse teeth and
dense teeth, to deal with different machining conditions.

® The V-shaped positioning structure design makes the clamping
more stable.

e It is mainly used for roughing steel and cast iron materials.

GESAC _ 013
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Series Introduction

Profile Milling Series

RD/RP/RC

Positive type profile milling
RD/RP/RC insert + MPA100/MPB100/MPC100 tool

e It is economical and efficient and is most suitable for
profile roughing in the mould industry.

® The geometry is comprehensive, covering light duty to
heavy duty machining.

e The RC+MPC100 series products have an anti-rotation A
system design, making the cutting process more stable. @

e It can provide two types of inserts: economical type and @ q
precision type, to meet the needs of different customers.

e It is mainly used for roughing to semi-finishing steel
materials.

QTD/QTD-S-T

Precision ball nose milling
QTD/QTD-S-T insert + MBA100 tool

e The full R-shaped structure also has a corresponding : \ )
cutting edge when machining a straight wall surface. b

® The unique cutting edge design makes the cutting edge \v 5
of the insert have higher strength. /

e The QTD-S-T is paired with a curved edge type design,
which can effectively reduce the cutting resistance.

e It is mainly used for finishing steel, cast iron, and
hardened steel materials.

014 _ GESAC
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Series Introduction

Fast Feed Milling Series

UD/UP

Positive type three edged fast feed milling
UD/UP insert + MKA110 tool

® The multi-segment line edge type structure design
optimizes the machining effect under different cutting
depths.

e The anti-friction slot design effectively reduces the cutting
temperature.

® The inserts of 3 size specifications are paired with different
geometry types, which can meet the cutting machining in
most fields.

e It is mainly used for roughing steel, cast iron, and stainless
steel materials.

SDMT

Positive type four edged fast feed milling
SDMT insert + MKB113 tool
SDMT-SM insert + MKM113 tool

® The large arc curved edge design enhances the
strength of the R angle.

® When paired with the SM geometry with variable
rake angle and variable edge width, it is applied to
the aerospace industry.

e It is mainly used for roughing steel, castiron,
stainless steel, and difficult-to-machine materials.

GESAC _ 015
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Series Introduction

Fast Feed Milling Series

SOE(M)T twm

Positive type four edged fast feed
milling for titanium alloy
SOE(M)T-SM insert + MKT113 tool
SOMT-ST insert + MKT213 tool

® The positive rake angle machining results in light cutting
and stable machining.

® The two-stage cutting edge design meets the needs of
different machining working conditions.

e With a wiper design, it has good machining surface quality
during fast feed machining and side wall machining.

e The special surface coating process makes the cutting
edge surface smooth and reduces the generation of built-
up edge (BUE).

e It is mainly used for roughing difficult-to-machine
materials such as titanium alloy.

LNMX

Negative type four edged fast feed milling
LNMX insert + MKF115 tool

e The negative type four edged insert design achieves a higher
tooth density, high efficiency, and high economy.

e The strengthened tip arc is suitable for machining the side
walls of cavities.

® The rich combination of geometry and grades is suitable for
roughing to semi-finishing of various materials.
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Series Introduction

Grooving Series

SNEX

Narrow groove width three edged grooving
SNEX insert + MSA (104-108) tool

e The sharp edge type design effectively reduces the cutting
resistance.

e It can provide 5 different slot width options from 4mm to
8mm.

e It is mainly used for roughing to semi-finishing of steel and
cast iron materials.

CNEU

Medium slot width three edged grooving
CNEU insert + MSA (110-113) tool

e It is a positive type cutting tool, enabling lighter cutting. .
e The ground variable rake angle design can effectively
reduce the cutting resistance. . .
e It is mainly used for roughing to semi-finishing of steel
and cast iron materials.
e It can provide 4 different slot width options from 10mm
to 13mm.

GESAC _ 017
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Series Introduction

Chamfer Milling Series

SPMT

Positive type four edged chamfer milling
SPMT insert + MCA130/MCA145/MCA160 tool

e With 4 effective cutting edges, it can achieve positive and negative
chamfering.

e The multi tool cutting edge angle tool design can meet the chamfer
machining requirements of 30°/45°/60°.

e It is mainly used for roughing to semi-finishing of steel and cast iron
materials.

018 _ GESAC



List of Indexable Milling Products

Indexable Milling Tools | MILLING

Type Application ;r;ieer: Tool Series Diagram Introduction
For planar
milling
processing
of steel, alloy

ODK(M)T MFA143 steel, cast
@ pe (@40'@200) iron, and
a aluminum
gl alloy
< materials.
0OD06: APMX =4.0mm P038
For planar
milling
processing
of steel, alloy
SEE(M)T MFA145 steel, cast
(P50-9200) iron, and
aluminum
alloy
materials.
SE13: APMX =6.0mm P042
Planar SBEX _
Milling de°
z
<
SB12: APMX =7.1mm P047
Planar milling
SEEN processing
K SEMN _ of steel, alloy
\ SEEX steel, and cast
b iron materials.
<
SE12: APMX =7.5mm
SE15: APMX =9.1mm P047
PR SPEN _
S
%
SP15: APMX =13.3mm
SP19: APMX =16.3mm
SP25: APMX =21.8mm P043
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List of Indexable Milling Products

Type Application Isnsgrt Tool Series Diagram Introduction
eries
| 75°
SPK(M)N —
=
'z
SP12: APMX =11.4mm
SP15: APMX =13.2mm
SP19: APMX =15.6mm P049

.

APMX

SPEN-W —

Planar milling

processing
Planar SP15: APMX'=14.0mm P50 of steel, alloy
Milling steeI., and

castiron

materials.

-
4

B A

SP12: APMX =10.7mm PO50

APMX

S 99

SP15: APMX =9.5mm PO51
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List of Indexable Milling Products

Indexable Milling Tools | MILLING

Type Application Isr;srieer; Tool Series Diagram Introduction
SPCW _ l Q
SP12: APMX =7.5mm
SP15: APMX =9.5mm P0O51
Planar milling
<\90° TPER processing
| TPKR _ of steel, alloy
TPKN steel, and cast
=T iron materials.
TP16: APMX =13.5mm
TP22: APMX =15.Tmm P052]
Planar |90 TPNR N
Milling \
xt
Z
TP22: APMX =15.Tmm P052]
MFB145
(P50-9315)
Including
uneven-tooth
tool
For efficient
SN12: APMX =3.0mm planar milling
SNE(M)U processing of
steel and cast
iron materials.
MFB245
(P50-D315)
Including
uneven-tooth
tool
SN12: APMX =3.0mm P053]

GESAC _ 021



MILLING | Indexable Milling Tools

List of Indexable Milling Products

Type Application Insgrt Tool Series Diagram Introduction
Series
For efficient
/ planar milling
F Yee MFB275 processing
@ ‘ \ (®50-1315) of steel and
. castiron
éY materials.
<
SN12: APMX =5.0mm
SNE(M)U
For efficient
large-cutting
depth planar
MFB288 milling
(P40-P315) processing
of steel and
castiron
materials.
Planar SN12: APMX =7.0mm P053
Milling
MFC115
(P25-P160)
For planar
milling
HNO6: APMX =1.6mm processing
HNQ9: APMX =2.2mm HNG(K)U gf steel,‘cast
iron, stainless
steel, and
other
materials.
MFC145
(P25-9315)
Including
uneven-tooth
tool
HNO6: APMX =3.2mm
HNO09: APMX =4.5mm
HN13: APMX =8.0mm P066
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List of Indexable Milling Products

Type

Application

Insert
Series

Tool Series

Indexable Milling Tools | MILLING

Diagram

Introduction

Planar
Milling

HNO06: APMX =4.3mm
HNO09: APMX =7.4mm

HNG(K)U

P066

MFC160
(P40-9250)

For planar
milling
processing

of steel, cast
iron, stainless
steel, and
other
materials.

APMX

HNOQ09: APMX =8.0mm

I
<

APMX

HNO09: APMX =8.0mm

HNE(M)X

P079

MFB160
(P125-P315)

For high-
efficiency,
high-
economy
adjustable
planar milling
processing
of cast iron
(special type).

MFB260
(P63-9315)

b4
=

For dedicated
dense-

tooth high-
efficiency
and high-
economy
planar milling
processing
for cast iron.

Shoulder
Profile

x
=
a
<

AP11: APMX =9.0mm
AP16: APMX
=14.0mm

APM(G)T

P084

MEA190
(P16-D250)

.

For shoulder,
face,
grooving, and
cavity milling
processing

of steel, cast
iron, stainless
steel, and
aluminum
alloy
materials.
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List of Indexable Milling Products

Type

Application

Insert
Series

Tool Series

Diagram

Introduction

AP11: APMX =9.0mm
AP16: APMX =14.0mm

APK(E)T

P089

MEB190
($16-:200)

al3

For shoulder,
face,
grooving, and
cavity milling
processing

of steel, cast
iron, stainless
steel, and
aluminum
alloy
materials.

Shoulder
profile

AP11: APMX =39.9mm
AP16: APMX =57.0mm

APKT

P089

MHB190
($32-980)

For large-
cutting depth
shoulder
milling
processing
of steel and
castiron
materials.

AP10:APMX =2.5mm

APEW

P095)

MEJ190
($17-$26)

For semi-
finishing to
finishing
cavity milling,
shoulder
milling,
grooving,
and plunging
of high-
hardness
steel
materials.

AD10: APMX =9.0mm
AD12: APMX =11.0mm
AD18: APMX =16.0mm

ADGT

P097|

MET190
($16-$315)

Suitable

for various
machining
methods
such as

face milling,
cavity milling,
shoulder
milling, and
grooving of
titanium alloy
materials like
TC4,TC18,
TC21, and
stainless steel
materials.
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List of Indexable Milling Products

Insert

Series Tool Series Diagram Introduction

Type Application

For high-
efficiency and
high-economy
shoulder
milling
processing
and grooving
of steel and
castiron.

MES190

SDKT (p40-9315)

SD14: APMX =10.0mm

For high-
efficiency
shoulder
milling
processing
of aluminum
alloy.

MEH190

XDHT  (425-9125)

(o

Shoulder XD19: APMX =18.0mm P109

Profile

For shoulder
milling

XPHT — processing of
steel and cast
iron materials.

XP16: APMX =14.0mm P113

For high-
efficiency and
high-economy
shoulder
milling and
grooving
machining

of steel, cast
iron, and other
materials.

MEC190

ANKX™ - (432-9200)

AN12: APMX =9.0mm
AN16: APMX =14.0mm

GESAC __ 025



MILLING | Indexable Milling Tools

List of Indexable Milling Products

Type

Application

Insert
Series

Tool Series

Diagram

Introduction

Shoulder
Profile

AN12: APMX =43.0mm
AN16: APMX =57.0mm

ANKX

MHC190
($40-980)

For large-
cutting depth
shoulder
milling
processing
of steel and
castiron
materials.

APMX

WNO04: APMX =4.0mm
WNO08: APMX =7.5mm

WNG(M)U

P119

MEE190
($20-$200)
Including
uneven-tooth
tool

For high-
efficiency
and high-
economy
shoulder
milling
processing
and grooving
of steel and
castiron.

LN11: APMX =5.0mm
LN15: APMX =7.0mm

APMX

LN15: APMX =7.0mm

LNE(M)T

MVA190
(®©40-315)

MVA290
(P80-d250)

For heavy
cutting
shoulder and
planar milling
processing
of steel and
castiron
materials.

026 _ GESAC



List of Indexable Milling Products

Type

Application

Insert
Series

Tool Series

Indexable Milling Tools | MILLING

Diagram

Introduction

Profile
Milling

RDO5: APMX =2.5 mm
RD0O7: APMX =3.5 mm
RDO08: APMX =4.0 mm
RD10: APMX =5.0 mm
RD12: APMX =6.0 mm
RD16: APMX =8.0 mm

RD

P132]

MPA100
(P10-9125)

For profile,
face,
grooving,
and cavity
milling
processing
of steel and
castiron
materials.

RP08: APMX =4.0mm
RP10: APMX =5.0 mm
RP12: APMX =6.0 mm
RP16: APMX =8.0 mm

RP

P136)

MPB100
(P16-D125)

o)

For profile,
face,
grooving,
and cavity
milling
processing
of steel, cast
iron, and
stainless
steel
materials.

RC10: APMX =5.0 mm
RC12: APMX =6.0 mm
RC16: APMX =8.0 mm
RC20: APMX =10.0 mm

RC

P140

MPC100
(P20-9160)

o«
-
Tn

For profile,
face,
grooving,
and cavity
milling
processing
of steel, cast
iron, and
stainless
steel
materials.

QTD
QTD-S-T

P147

MBA100
(P12-932)

For high-
precision
profile
milling
processing
of steel, cast
iron, and
quenched
steel
materials.
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List of Indexable Milling Products

Type

Application

Insert
Series

Tool Series

Diagram

Introduction

UDO08: APMX =1.0mm
UD12: APMX =1.5mm
UP17: APMX =2.0mm

ub/UP

P152]

MKA110
(P20-9100)

For efficient
face,
grooving, and
cavity milling
processing
of steel, cast
iron, and
stainless steel
materials.

Fast
Feed

SD12: APMX =2.0mm
SD15: APMX =3.0mm

Milling

SD09-SM: APMX =1.0mm
SD12-SM: APMX =2.0mm

SDMT

P157|

MKB113
(P32-9160)

For efficient
face,
grooving, and
cavity milling
processing

of steel, cast
iron, stainless
steel, and
titanium alloy
materials.

Aerospace-
specific:
MKM113

($25-$125)

For efficient
profile, face,
grooving, and
cavity milling
processing of
stainless steel
and other
difficult-to-
machine
materials.

SO09-SM: APMX =1.2mm
SO12-SM: APMX =1.4mm

NEw

SOE(M)T
-SM

P165)

MKT113
($25-¢125)

For efficient
face and
cavity milling
processing of
titanium alloy
materials.
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Indexable Milling Tools | MILLING

Type Application Insgrt Tool Series Diagram Introduction
Series
For efficient
@ profile,
= grooving, and
SOMT-ST (¢'\4§qu11§’5) cavity milling
processing of
titanium alloy
. materials.
~ "
— T
SO09-ST: APMX =1.1mm
Fast Feed SO12-ST: APMX =1.8mm P165)
Milling
For efficient
face,
grooving, and
@ cavity milling
MKF115 processing
LNMX (P16-0200) \ of steel, cast
iron, stainless
steel, and
titanium alloy
materials.
LNMX09: APMX =1.0mm
LNMX12: APMX =1.5mm
LNMX15: APMX =2.0mm P175|
o
o
=3
For grooving
MSA milling )
processing
SNEX (104~108)

(®100) of stgel and
castiron
materials.

CW MIN =4.0mm u
Slot CW MAX =8.0 mm
Chamfering
For grooving
MSA milling )
CNEU  (110-113) D ool
(P80-P160) :
castiron
materials.
CW MIN=10.0mm ” H
CW MAX=13.0mm P186)
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List of Indexable Milling Products

Type Application ISr;sne;; Tool Series Diagram Introduction
MCA130
(P25-P32)
SP09: APMX =3.0mm
SP12: APMX =4.5mm
For chamfer
milling
Chgmfer SPMT (J\JAZCSA;J‘;,SZ) processing of
Milling steel and cast
iron materials.
SP09: APMX =5.0mm
SP12: APMX =7.0mm
MCA160
(P25-d36)
SP09: APMX =6.0mm
SP12: APMX =8.0mm P190
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Introduction to Milling Insert Grades
Grades for Machining P-Type Materials

Machined @k callor Coating

Material Type Material Structure Features

* A new-generation coating with a
brand-new nanostructure, paired with
a high-strength fine-grained cemented
carbide substrate, offers excellent
wear resistance. At the same time,

it can largely resist the occurrence

of thermal cracks and edge broken,
effectively achieving a longer cutting
service life and extremely high cutting
stability.

It is recommended for medium-

to high-speed milling processing

of medium-to high-hardness steel,
suitable for both dry and wet
machining.

GPM7120 Blue PVD
Gray

A specially designed wear-resistant
cemented carbide substrate,
combined with a newly upgraded
AICrN coating, has excellent wear
resistance and oxidation resistance.
It is suitable for medium-load
machining of general steel, and is the
top choice for machining soft steel.

GA4zgs Golden o
Yellow

The combination of a PVD AICrN
coating and a fine-grained cemented
carbide substrate.

Suitable for general machining of
materials such as steel and cast iron
under medium- to low-speed working
conditions.

GAd22s  Blue oy
Gray

The PVD TiAIN coating has a high
bonding strength with the cemented
carbide substrate with high fracture
resistance, enabling stable machining
under different working conditions.
Suitable for general machining of
materials such as steel and cast iron,
with a wide range of applications.

Purplish

GA4230 Red

PVD

* The combination of a nanostructured
AICrN coating and a fine-grained
cemented carbide substrate offers
excellent wear resistance.

* Suitable for semi-finishing to light
roughing of steel.

Gpazs Golden  pp
Yellow
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Introduction to Milling Insert Grades
Grades for Machining P-Type Materials

Machined ek Color Coating

Material Type Material Structure Features

* The ultra-fine MT-TiCN and Al,O,
coating, paired with a high-cobalt
cemented carbide substrate, ensures
wear resistance while taking into
account strength and toughness,
achieving high efficiency and stability
in insert machining.

« Suitable for finishing to semi-finishing
milling of steel under medium-to-high-
speed conditions.

GP2115 Black CvD

* An uncoated cermet milling grade,
after excellent process treatment, has
high toughness, high wear resistance,
and excellent edge-chipping
resistance.

» Suitable for milling processing of
various materials, with steel machining
being the primary recommendation.

No

GPO1TM — :
coating
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Introduction to Milling Insert Grades

Grades for Machining M-Type Materials

Machined Coating

; Grade Color Material Structure Features
Material Type
+ ATIAISIN multi-layer coating, paired
with a high-strength fine-grained
cemented carbide substrate, has
Dark good wear resistance, toughness, and
GM4135 vellow PVD thermal stability.

Suitable for roughing and machining
under unstable working conditions of
difficult-to-machine materials such as
stainless steel and titanium alloy.

The MT-TiCN+ Al,O5 coating, paired
with a high-strength fine-grained
cemented carbide substrate, combines
wear resistance, toughness, and
thermal stability.

Suitable for semi-finishing to roughing
of stainless steel and titanium alloy.

M GM2140  Black CcVD

A new-generation coating with a
brand-new nanostructure, paired

with a tough substrate, combines
excellent wear resistance and chipping
resistance, resulting in a high cutting
service life and cutting stability.

At low to medium cutting speeds, it is
suitable for semi-finishing to roughing
of austenitic stainless steel and
semi-finishing and roughing of
medium-to-high-hardness steel.

GMaz40  Blue PVD

Gray
NEW]
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Introduction to Milling Insert Grades

Grades for Machining K-Type Materials

Machined
Material

Grade

Color

Coating
Type

Material Structure

Features

GK4125

Purple
Grey

PVD

+ A nano-TiAIN coating, paired with
a fine-grained cemented carbide
substrate, has excellent wear
resistance and edge-chipping
resistance.

« Suitable for semi-finishing to
roughing milling of various cast irons
at medium- to low-speed, in both dry
and wet working conditions.

GK2115

Black

CVvD

* The medium-thick MT-TiCN+AI,0,
coating for cast iron milling, paired
with a special fine-grained cemented
carbide substrate, combines strength,
toughness, and wear resistance,
ensuring the stability and efficiency of
machining.

« Suitable for finishing to semi-finishing
milling of cast iron under medium- to
high-speed conditions.

Grades for Machining N-Type Materials

Machlqed Grade Color Coating Material Structure Features
Material Type
* An uncoated fine-grained cemented
carbide grade, combining good wear
No resistance and toughness.
m GN9125 - Coating « Suitable for semi-finishing to

roughing of nonferrous metals such
as copper and aluminum.
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Introduction to Milling Insert Grades

Grades for Machining S-Type Materials

Machined
Material

Grade

Color

Coating
Type

Material Structure

Indexable Milling Tools | MILLING

Features

GS4130

Purple
Grey

PVD

* A nano-TiAIN coating, paired with
a high-toughness fine-grained
cemented carbide substrate, combines
good wear resistance and toughness.

* Suitable for roughing working
conditions of difficult-to-machine
materials such as stainless steel and
titanium alloy.

GSM7130

NEW

Silver
White

PVD

» A newly developed coating technology
with extremely high hardness
and excellent anti-adhesive wear
resistance, paired with a high-cobalt
tough substrate, ensures a long
service life and high reliability in
machining.

* Suitable for medium- and low-speed
machining of titanium alloy, with
high-quality machined surfaces.

Grades for Machining H-Type Materials

Machlqed Grade Color CEEMITE) Material Structure Features
Material Type
* The combination of a nano-composite
hard coating and an ultra-fine-grained
cemented carbide substrate combines
m GH4115  Bronze PVD high oxidation resistance and heat

resistance.

* Suitable for finishing to semi-finishing
milling of high-hardness steel above
55HRC.
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Introduction and Application of Indexable Milling Coating Grades

Workpiece
Material

M

Stainless Steel

K

Cast Iron

N

Nonferrous
Metals

S

Heat-Resistant
Alloys, Titanium
Alloys

H

High-Hardness
Material

036 _ GESAC

ISO

Coated Cemented Carbide

CvD

PVD

Cemented Carbide

Cermet

01

10

GPO1TM

20

30

40

50

01

10

20

30

40

GM2140

50

01

10

20

30

40

01

10

20

30

40

01

10

20

30

40

n
m
=
3
=
(T}

01

10

20

30
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Application of Dense and Sparse Teeth of Indexable Milling Cutter

During milling processing, selecting the most appropriate number of cutting edges for the process can effectively balance
machining efficiency and machining accuracy. When maintaining the same cutting speed V. and feed per tooth f, increasing the
number of cutting edges can effectively improve production efficiency, but it will also increase the cutting force. The power of the
machine is a limiting factor for the number of cutting edges involved in cutting. GESAC offers three tooth pitches for tools to meet

the applications of different working conditions.

Example of Mfb145-080 Tool:

Diagram
Sparse-Tooth Type Dense-Tooth Type Ultra-Dense-Tooth Type
Number of _ _ _
Teeth Z=5 7=7 7=8
. * The tool combines rigidity and « It has high machining efficiency
Lh?dti(t)oggzdi)s/ rf:wacfs?jsiit;:;?e for machining efficiency and is the and is most suitable for stable
ugstagle working conditions top choice for general cutting. working conditions.
< Itis mainl usedgfor hi h—feea « It is mainly used for « It is mainly used for low-feed,
Applicati y gnh-ieed, medium-feed and cutting small-cutting depth machining,
pplication large-cutting depth machining,

with large chips produced.

« It is the top choice for cutting
carbon steel, alloy steel, and
stainless steel.

depth machining, with smaller
chips produced.

« Itis also suitable for cutting
high-hardness steel and
heat-resistant alloys.

with very small chips produced.
« It is the top choice for
high-efficiency cutting of
workpieces such as cast iron
that are prone to chip breaking.
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Planar Milling

LE

ODK(M)T ¢
Positive-Type Eight Edged Face Milling Inserts &
RE 15° |
Ic s
Dimensions (mm) Coated Cemented Carbide Cg:,i?;:d Cermet
Order No. I n o
LE IC S D1 REBSEE&KQL&Q:rmﬂgg 3 E
= B el R R R =
TR YFE S S
GHGAGGINGING) RCAIGAIGAKGARGANG) (G] G]
° ODKT060508-GL 5 15.875 5.56 5.56 0.8 1.8 [}
ODKT060508-GM 5 15.875 5.56 5.56 0.8 1.5 [ ] [ BN ] e e
° ODMT060508-GM 5 15.875 5.56 556 0.8 1.5 @ @ @] ® O @ O
ODKT060508-GH 5 15.875 5.56 5.56 0.8 1.8 [ ] [ ] [ ] O
° ODMTO060508-GH 5 15.875 5.56 5.56 0.8 1.8 [ ] @] O O
ODKT060508-AL 5 15.875 556 5.56 0.8 1.8 [ ]
ODKWO060508-WB 5 15.875 556 556 0.8 5.7 @
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Odk(M)T Series Geometry

Light Cutting of General Medium Cutting of Heavy Cutting of General . . -
Materials General Materials Materials AL (G ]I
\\—?\ TP
GL GM GH AL WB
Large rake angle, Large rake angle,
narrow edge width, light cutting, high- Large slot width, high-  Large rake angle, sharp ., . el
most suitable for light- stability machining strength cutting edge, edge, light cutting, Wliprsl’ :joizgi]hs;gsr:::'figtly
load machining with low can be achieved under  excellent performance in polished surface, good n'f)achinin uality
cutting force and low most general working roughing. chip removal. 94 ’
feed rate. conditions.
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Planar Milling

MFA143

Mandrel Type A%
<
Fig2 Fig3
‘ ‘ Dimensions (Mm) Max. ‘ ‘ L\N .
. Cutting  Matched Internal .. eight In
Order No. Diameter Teeth D .~ Diagram
DC DCX DCON LF KWW KDP epth Insert Cooling (KG) Stock
APMX
MFA143-040R03A16-0D06 40 3 40 50 16 40 84 56 4 ODK(M)T0605 X Fig1 020 @
MFA143-050R04A22-0OD06 50 4 50 60 22 40 104 6.3 4 ODK(M)T0605 X Fig1 031 @
MFA143-063R05A22-0D06 63 5 63 72 22 40 104 63 4 ODK(M)T0605 X Fig1 050 @
MFA143-080R06B27-0OD06 80 6 80 90 27 50 124 7 4  ODK(M)T0605 X Fig2 088 @
MFA143-100R07B32-OD06 100 7 100 110 32 50 144 8 4 ODK(M)T0605 X Fig2 143 @
MFA143-125R08B40-OD06 125 8 125135 40 63 164 9 4 ODK(M)T0605 X Fig2 302 @
MFA143-160R10C40-OD06 160 10 160 170 40 63 164 9 4 ODK(M)T0605 X Fig3 412 @
MFA143-200R12C60-OD06 200 12 200 210 60 63 25.7 14 4 ODK(M)T0605 X Fig3 642 @
@Stock OAvailable Upon Order
List of Tool Accessories
Parts Name Insert Screw Recommended Torque Insert Screw Wrench

Shape

Suitable Insert

ODK(M)T0605 Order No. SI60M050108-07209S 5.0N'm TT20TB

Schematic Diagram of Wiper Installation

The ODKW060508-WB has a total of 2 wipers available and can only be used on a right-handed insert cutter.
When using, place wiper 1 or 2 parallel to the workpiece surface.

Schematic Diagram of Wiper 1 Installation Schematic Diagram of Wiper 2 Installation
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. Recommend . Feed/edge fz(mm)
Machined Material x?giréig Grade  Specifications Cutting Depth CL{/t(t:l(rrl?/rSnpl)s;ed Light Cutting Medium Heavy
Ap(mm) L Cutting (M) Cutting (H)
GPM7120
220 02 0.25 03
- . . .
SoftSteel < HB180  GA4225 ODK(M)T0605 2 (180260 | ©103 | 015035 ©.204
GA4230
Carborn GPM7120
GA4225 220 0.15 0.25 03
n Stegt'é ':I”°y AEEUERY - per) | IRLINEEN 2 (180-260) (0.1-0.2)  (0.15-0.35) (0.2-0.4)
GP2115
ore. GPM7120
GA4230 150 0.1 0.15 02
hardened = HRC35-45  ),555  ODK(M)T0605 2 (110-190) = (0.05-0.15) (0.1-0.2) = (0.1-0.3)
Steel
GP2115
Stainless
steel GM2140 160 0.15 0.25 03
<
(Ferritic, | = HB270 | Gagp3g | ODKIM)TO605 2 (120-200)  (0.1-0.2)  (0.15-0.35) (0.2-0.4)
M Martensitic)
Stainless
Steel 140 0.1 0.15 02
<
(Austenitic, = 1B270  GM2140  ODK(M)TO0605 2 (100-180)  (0.05-0.15)  (0.1-0.2)  (0.1-0.3)
Duplex)
GrayCast  _ GK2115 180 02 0.25 03
Tron SR aripy | ORSIIITES % (140-220)  (0.1-0.3)  (0.15-0.35) (0.2-0.4)
m Nodular
Cast Iron
' GK4125 160 0.15 0.25 03
<
compact | SHB30 Ggarys  OPKIMITOR0S 2 (120-200)  (0.1-0.2)  (0.15-0.35) (0.2-0.4)
raphite
Iron
Aluminum 0.15 0.2 0.25
. >
m el TP ERSIZE ORI 2 =200 0.1-02)  (0.1-03) (0.2-0.4)
Heat-
resistant
40 0.15 02
B Tﬁngm HRC30-45  GS4130  ODK(M)T0605 2 (30.60) 0102 | (0153 —
Alloys
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Planar Milling

SEE(M)T

Positive-Type Four Edged Face Milling Inserts

Dimensions (mm) Coated Cemented Carbide Cemepted Cermet
Carbide
Order No. I n o
LE ICSD1REBS§§§;§£§DE£&%£ i E
=g iNS SIS S = =
I3IIZzFSST e 2 g
G} NGH G} AGHG) (G} NCARGENG N NG G ANG) © ©
SEET1204AFEN-PL 8.2 12.7 476 55 12 16 @ @ @ ® © [ I ] [ ) [ ] [ ]
SEET13T3AGEN-PL 88 134 397 44 1 1.7 ®© @ @ @ O [ J [ ]
SEET13T3AGEN-PM 8.8 134 397 44 1512 ®© @ @ @ [ I ) [ ] [ J
° SEMT13T3AGEN-PM 8.8 134 397 44 1512 @ @ @ [ ] [ I ) [ ]
SEET13T3AGSN-PH 8.8 134 397 4416612 O @ O O O @
a SEMT13T3AGSN-PH 8.8 134 397 4416612 O @ O [ ] O @
SEET13T3AGSN-KM 8.8 13.4 3.97 4.4 14413 O [} ® O
SEET13T3AGSN-KH 8.8 134 397 44 16 13 O @] @] [ ]
° SEMT13T3AGSN-KH 8.8 13.4 397 44 1.6 1.3 @] o O
SEET13T3AGFN-AL 9.6 134 397 44 04 2.2 [ J
SEET13T3AGEN-WB 9.5 134 397 43 1.2 7.5 [ ] O
Note: @Stock OAvailable Upon Order

% The SEET1204AFEN-PL insert has no corresponding tool.
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See(M)T Series Geometry

Light Cutting
of Steel Parts
Materials

Medium Cutting
of Steel Parts
Materials

Heavy Cutting
of Steel Parts
Materials

Medium Cutting of
Cast Iron Materials

Indexable Milling Tools | MILLING

Heavy Cutting
of Cast Iron
Materials

Aluminum Cutting

Wiper

@)

KM

AL

WB

4

Large rake angle
and narrow edge
width design,
most suitable
for light-load
machining with
low cutting force
and low feed
rate.

Large rake angle
design, light
cutting, and
high-stability

machining can
be achieved
under most

general working
conditions.

High-strength
cutting edge,
excellent
performance in
interrupted cut
and roughing
with scale
removal.

Special geometry
for cast iron can
handle most
medium-load
cutting of cast
iron.

Special geometry
for heavy duty
cutting of cast
iron, excellent
performance in

interrupted and
roughing with
scale.

Large rake angle,
sharp edge, light
cutting, mirror-
polished surface,
good chip
removal.

Large-arc wiper,
improving the
high quality
surface.
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Planar Milling

MFA145

g oo
Lot H
Mandrel Type !
L)
DC
Fig2
Sparse-tooth Type
‘ ‘ Dimensions (mm) N ‘ ‘ ‘ ‘ ‘ ‘
Order No. Diameter Teeth c;ett'?hg Matched Insert Shim I&cg:’ir;al Diagram W(eK'g)h g StIonck
‘ ‘ DC‘DCX‘DCON‘LF‘KWW‘KDP p ‘ ‘ ‘ 9‘ ‘ ‘
APMX
MFA145-050R03A22-SE13 50 3 50 63 22 40 10.4 6.3 6 SEE(M)T13T3 X X Fig1 0.41 [}
MFA145-063R04A22-SE13 63 4 63 76 22 40 10.4 6.3 6 SEE(M)T13T3 X X Fig1 0.62 [ }
@ Stock O Available Upon Order
Dense-tooth Type
‘ ‘ Dimensions (mm) Maximin ‘ ‘ ‘
Order No. Diameter Teeth CDL':'R? Matched Insert  Shim Icngiz'irr:al Diagram ""('I’('é;“ Stlc?ck
‘ ‘ DC ‘DCX‘DCON‘ LF ‘ KWW ‘ KDP P ‘ ‘ ‘ 9‘
APMX
MFA145-050R04A22-SE13 50 4 50 63 22 40 10.4 6.3 6 SEE(M)T13T3 X X Fig1 0.37 [ ]
MFA145-063R05A22-SE13 63 5 63 76 22 40 10.4 6.3 6 SEE(M)T13T3 X X Fig1 0.58 [ ]
MFA145-080R06B27-SE13 80 6 80 93 27 50 12.4 7 6 SEE(M)T13T3 N X Fig2 0.99 [ J
MFA145-100R07B32-SE13 100 7 100 113 32 50 14.4 8 6 SEE(M)T13T3 v X Fig2 1.71 [ ]
MFA145-125R08B40-SE13 125 8 125 138 40 50 16.4 9 6 SEE(M)T13T3 N X Fig2 3.09 o
MFA145-125R12B40-SE13 125 12 125 138 40 50 16.4 9 6 SEE(M)T13T3 N X Fig2 2.98 o
MFA145-160R10C40-SE13 160 10 160 173 40 63 16.4 9 6 SEE(M)T13T3 v X Fig3 4.35 [ ]
MFA145-200R12C60-SE13 200 12 200 213 60 63 25.7 14 6 SEE(M)T13T3 N X Fig3 5.95 O
@ Stock O Available Upon Order
MFA145 v
Cylindrical Straight Shank Type gs %J}
e =
APMX ; 3
o a
LF
Sparse-tooth Type Figd
‘ ‘ Dimensions (mm) Rl ‘ ‘ ‘ ‘
Order No. Diameter Teeth CDuettlpr? Matched Insert Shim Icn(’:glri:al Diagram W(i'g)ht StI:ck
‘ ‘ DC ‘ DCX ‘ DCON ‘ LF ‘ Ly p ‘ ‘ ‘ 9‘ ‘ ‘
APMX
MFA145-050R03P32-SE13 50 3 50 63 32 120 39 6 SEE(M)T13T3 X X Fig4 0.94 [ ]
MFA145-063R04P32-SE13 63 4 63 76 32 120 39 6 SEE(M)T13T3 X X Fig4 1.09 o
@ Stock O Available Upon Order
Dense-tooth Type
‘ ‘ Dimensions (mm) MRV ‘ ‘ ‘ ‘
Order No. Diameter Teeth CSJ:T’? Matched Insert Shim I&‘::}TI Di.algramw((:'<'g;1t StI:ck
‘ ‘ DC ‘ DCX ‘ DCON ‘ LF ‘ ] p ‘ ‘ ‘ 9‘ ‘
APMX
MFA145-050R04P32-SE13 50 4 50 63 32 120 39 6 SEE(M)T13T3 X X Fig4 0.90 [ ]
MFA145-063R05P32-SE13 63 5 63 76 32 120 39 6 SEE(M)T13T3 X X Figd 1.05 [ ]

@ Stock O Available Upon Order
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List of Tool Accessories

Shim

Indexable Milling Tools | MILLING

Parts Name Shim Screw for Shim  Screw Insert Screw FellE sl Insert Screw Wrench
Torque
Wrench
Shape
Suitable Insert
See(M)T13t3 Order
(For Tool Without No — — — SI60M035080-05410B 3.0N'm TT15PB —
Shim) :
See(M)T13t3 Order
(For Tool with No HOK30DSE1300S SSAM050070B TH35LB |SI60M035116-054101B 3.0N'm TT15PB TI15TB
Shim) :
Note:

% 1. For the MFA145 tool without a shim, select the accessory specification without a shim.
% 2. For the MFA145 tool with a shim (2 = 80mm), select the accessory specification with a shim.

Schematic Diagram of Wiper Installation

The SEET13T3AGEN-WB has a total of 2 wipers available. The R-side wiper can only be used on a right-handed insert cutter, and the
L-side wiper can only be used on a left-handed insert cutter.
When using, place the wiper R or L parallel to the workpiece surface.

Use the R-side wiper on the right-handed insert cutter.

Use the L-side wiper on the left-handed insert cutter.
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Recommended Cutting Data

Material Recommended Cutting Speed Feed/edge Fz (mm)
Machined Material Meelness Grade  Specifications Cutting Depth Ve(m/min Light Cutting Medium Heavy Cutting
Ap(mm) (L Cutting (M) (H)
GA4325
GPM7120
250 0.2 0.25 0.3
<
Soft Steel < HB180 GA4225 SEE(M)T13T3 2 (210.290) 01-03) (015035 (0.204)
GA4230
GP4225
GA4325
Carbon GPM7120
GP2115 220 0.15 0.25 0.3
n Allztegtlleel AETIE R GA4225 SEES 2 (180-260) (0.1-0.2)  (0.15-0.35)  (0.2-0.4)
Y GA4230
GP4225
GPM7120
Pre- GA4325
140 0.1 0.15 0.2
hardened = HRC35-45 GP2115 | SEE(M)T13T3 2
Steel GA4230 (100-180) (0.05-0.15) = (0.1-0.2) (0.1-0.3)
GA4225
Stainless
Steel 180 0.15 0.25 0.3
<
(Ferritic, ~ ~ MB270  GM2140  SEE(M)T13T3 2 (140220)  (0.1-0.2) (0.15-0.35) (0.2-0.4)
Martensitic)
Stainless
Steel 140 0.1 0.15 0.2
<
(Austenitic, < MB270  GM2140  SEE(M)T13T3 2 (100-180)  (0.05-0.15) (0.1-0.2)  (0.1-0.3)
Duplex)
Gray Cast GK2115 180 0.15 0.2 0.3
Iron S [Pt GK4125 SIZALIITE e (140-220) (0.1-0.2) (0.1-0.3) (0.2-0.4)
m Nodular Cast
fron, GK4125 160 0.1 0.15 0.3
< . . .
compact | S HB350 - Gyoqq5  SEEMITISTS 2 (1202000 (0.05-0.2) = (0.1-0.2)  (0.2-0.4)
Graphite
iron
Aluminum 0.15 0.2 0.3
5 >
m PreclIes HB60-210 GN9125 SEET13T3 2 = 300 (0.1-0.2) (0.1-0.3) (0.2-0.4)
Heat-
resisting
40 0.15 0.2
B T.Allo'y, HRC30-45 GS4130 @ SEE(M)T13T3 2 (30-60) 0.1-0.2) (0.1-0.3) —
itanium
Alloy
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Planar Milling

SBEX

ISO Face Milling Insert

50

S

Dimensions Cemented Coated cemented
. . Cermet
(mm) carbide carbide
Order No.
n ) N o n =
LE IC S BS = pa N Q N =
< 2 3 3 5 2
U] (G] (U] U] [G] [G]
SBEX1204ZZ-1 11.51 12.7 4.76 0.8 O

@Stock OAvailable Upon Order

SEEN/SEMN/SEEX DV

ISO Face Milling Insert

Dimensions Cemented Coated Cemented TG
(mm) Carbide Carbide
Order No.
n n n o n =
LE IC S BS = = N 8 N =
<2 2 3 3 5 &
(G} (G) (U] (G} (G} (G}
SEEN1203AFTN 8.74 12.7 3.18 1.46 @) O [
SEEN1204AFTN 8.48 12.7 4.76 1.63 @)
SEEN1504AFTN 11.61 15.875 4.76 1.57 @)
SEMN1203AFTN 8.74 12.7 4.76 1.46 O [
SEEN1203AFEN 8.76 12.7 3.18 1.46 [
SEEX1203AFTN 8.3 12.7 3.18 1.73 [ J

@Stock OAvailable Upon Order
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Planar Milling

SPEN

ISO Face Milling Insert

Dimensions Cemented Coated Cemented Cermet
(mm) Carbide Carbide
Order No.

n n N o N =

LE IC S RE = p N Q N =

< e 3 3 3 e

(U] [G] U] (U] [G] (G]
SPEN150420T 13.87 15.875 4.76 2.0 O
SPEN150430T 12.87 15.875 4.76 3.0 @]
SPEN190424T 16.65 19.05 4.76 2.4 O
SPEN250730T 22.4 254 7.94 3.0 O
SPEN190424-WC 15.65 19.05 4.76 2.4 O
SPEN250730-WC 21.45 25.4 7.94 3.0 (@)

@Stock OAvailable Upon Order
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Planar Milling

SPK(M)N

ISO Face Milling Insert

Dimensions Cemepted Coated Cgmented Cermet
(mm) Carbide Carbide
Order No. - " " ° - s
LE IC S BS = = § g g g
5 & & & & 5
SPKN1203EDL 10.8 12.7 3.18 1.4 (@) O O @)
SPKN1203EDR 10.8 12.7 3.18 1.4 @) @) ([ ]
SPKN1203EDTL 10.8 12.7 3.18 1.4 (@)
SPKN1203EDTR 10.8 12.7 3.18 1.4 [ ]
SPKN1504EDL 13.5 15.875 4.76 14 [
SPKN1504EDR 13.5 15.875 4.76 1.4 [ ] [ J
SPKN1504EDTL 13.5 15.875 4.76 14 @) (@)
SPKN1504EDTR 13.5 15.875 4.76 1.4 @) [
SPKN1905EDL 15.1 19.05 5.56 2.7 ©)
SPKN1905EDR 15.1 19.05 5.56 2.7 (@)
SPKN1905EDTL 15.1 19.05 5.56 2.7 (©)
SPKN1905EDTR 15.1 19.05 5.56 2.7 (@)
SPMN1504EDL 13.5 15.875 4.76 1.4 O
SPMN1504EDR 13.5 15.875 4.76 1.4 [ ]
SPMN1504EDTR 13.5 15.875 4.76 1.4 O

@Stock (OAvailable Upon Order
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Planar Milling

SPEN-W

ISO Face Milling Insert

| 7
777k77 LE 747

Dimensions Cemented Coated Cemented Cermet
(mm) Carbide Carbide
Order No.

n n N o N =

LE IC S BS = p N Q N =

< 2 3 3 x 2

(U] [G] U] (U] [G] (G]

SPEN1504EDL-W 15.5 15.875 4.76 10.27 O
SPEN1504EDR-W 15.5 15.875 4.76 10.27 O

@Stock OAvailable Upon Order

S

SPER =
ISO Face Milling Insert
11°
Dimensions Cemented Coated Cemented T
(mm) Carbide Carbide
Order No.

n n n o n =

LE IC s BS = p N 8 N =

< 2 3 3 5 =

(U] [G] U] (U] [G] (G]

SPER1203EDTL-MR 10.2 12.7 3.18 1.3 O
SPER1203EDTR-MR 10.2 12.7 3.18 1.3 @]

050 _ GESAC
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Planar Milling

SPNR

ISO Face Milling Insert

Indexable Milling Tools | MILLING

Dimensions Cemented Coated Cemented Cermet
(mm) Carbide Carbide
Order No.
n ) N o n =
LE IC S RE = pa N Q N =
< 2 3 3 N 2
U] (G] (U] U] [G] [G]
SPNR150424T 13.475 15.875 4.76 2.4 @]
@sStock OAvailable Upon Order
s
SPCW .
ISO Face Milling Insert
11°
Dimensions Cemented Coated Cemented TG
(mm) Carbide Carbide
Order No.
n n n o n =
LE IC S D1 RE = = N 8 N I=
< 2 3 3 N &
U] (G] (U] (U] [G] [G]
SPCW120412 11.5 12.7 4.76 5.5 1.2 O O
SPCW120416 111 12.7 4.76 55 1.6 O
SPCW150516 14.275 15.875 5.56 5.5 1.6 O

@Stock OAvailable Upon Order
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Planar Milling

TPER/TPKR/TPKN N2

S) —T— —
ISO face Milling Insert \ A il
e 300 \
Dimensions Cemented Coated Cemented Cermet
(mm) Carbide Carbide
Order No.
n n N o N =
LE IC S BS = p N Q N =
< 2 3 3 x 2
(U] [G] U] (U] [G] (G]
TPER1603PDTL-MR 13.2 9.525 3.18 1.3 @]
TPER1603PDTR-MR 13.2 9.525 3.18 1.3 O
TPKR1603PPTR 13.6 9.525 3.18 1.23 [ ]
TPKN1603PDL 13.4 9.525 3.18 1.3 [ J
TPKN1603PDR 13.4 9.525 3.18 1.3 O [ J [ ]
TPKN1603PDTL 13.4 9.525 3.18 1.3 @]
TPKN1603PDTR 13.4 9.525 3.18 1.3 [ ]
TPKN2204PDL 18.66 12.7 4.76 1.4 @]
TPKN2204PDR 18.66 12.7 4.76 1.4 [ ] [ ]
TPKN2204PDTL 18.66 12.7 4.76 1.4 @]
TPKN2204PDTR 18.66 12.7 4.76 1.4 O O @] [ ]
@Stock (OAvailable Upon Order
ISO Face Milling Insert
Dimensions Cemented Coated Cemented Cermet
(mm) Carbide Carbide
Order No.
n n N o n >
LE IC S RE = p N Q N =
< 2 3 3 5 =
(U] [G] (U] (U] [G] (G]
TPNR220424T 16.08 12.7 4.76 2.4 @]

@Stock OAvailable Upon Order
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Planar Milling

SNE(M)U

Negative-type Eight Edged Face Milling Insert

Indexable Milling Tools | MILLING

. . . Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
Order No. Q n o
LE IC sssmmmswﬁﬁﬁ;ﬁﬂgiaﬁgg s =
- ¥ NS - - p
SZTETEZSZLFTE 2 2
(GANG NG G G NG IGIRGRIGAGARGANT] [G] (G]
SNEU1206ANEN-GL 9.1 127 635 16 59 45° 0.8 [ ] [ BN BN ] [ BN N BN J
SNEU1206ANEN-GM 9.1 127 635 1.6 59 45° 08 @ @ [ ] [ ] [ 3N BN BN J
n SNMU1206ANEN-GM 9.1 127 635 16 59 45° 08 © @ © @ @ © [ BN BN BN J
SNEU1206ANSN-GH 9.1 12.7 635 1.6 59 45° 0.8 [ (] o000
n SNMU1206ANSN-GH 9.1 12.7 635 1.6 59 45° 08 O @ [ ] [ N J
SNEU1206ANFN-NL 9.1 127 635 1.6 59 45° 0.8 [ J
L &
SNEU1206ANEN-GW 9 12.7 6.35 51 59 45° 0.8 [ ] [ ]
SNEU1206ENEN-GM 99 12.7 635 1.2 59 75° 0.8 [ ] [ N J [ BN BN BN J
n SNMU1206ENEN-GM 99 12.7 635 1.2 59 75° 0.8 [ ] [ N J C @ @ O
SNMU1206ZNEN-GL 10.7 12.7 6.35 1.1 59 88° 0.8 O 0 00 O

@sStock OAvailable Upon Order
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Planar Milling

SNE(M)U

Negative-Type Eight Edged Face Milling Insert

) . . Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
o
Order No. n o un ﬁ N ﬂ g n 1n o n ('-Q =
LE IC S BS DIKRNSRE NAOSJSSSS S35 o <
SITEFRZ=ZFE 2 e
(GHIG) (GG T) (G ACARGARGANGANG RG] (G] (G]
SNEU1206ZNEN-GM  10.7 12.7 6.35 1.1 59 88° 0.8 [ ] [ BN I J [ BN B BN ]
SNMU1206ZNEN-GM  10.7 12.7 635 1.1 59 88° 08 ©® © 6 ® © ® ® O
SNMU1206ZNEN-GH 10.7 12.7 6.35 1.1 59 88° 0.8 @] (BN ]
SNEU1206ZNEN-GW  10.1 12.7 635 4 59 88° 0.6 °
SNEU120612-GM 103 127 635 — 59 — 1.2 @ @ [ ] [ B I BN ]
SNMU120612-GM 10.3 127 635 — 59 — 1.2 [ ] e 00 ® e 0 O
SNMU120616-GM 95 127 635 — 59 — 16 ( BN ]
SNMU120620-GM 87 127 635 — 59 — 20 ® @ O
Note: @Stock OAvailable Upon Order

% 1. The SNE(M)U1206AN*N insert is paired with the MFB145/245 series tools.

% 2. The SNE(M)U1206ENEN insert is paired with the MFB275 series tools.

% 3. The SNE(M)U1206ZNEN insert is paired with the MFB288 series tools.

% 4. The SNEU120612-GM and SNMU120612/16/20-GM inserts are paired with the MFB145/245/275/288 series tools.
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SNE(M)U Series Geometry

Indexable Milling Tools | MILLING

Light Cutting of General Medium Cutting of ~ Heavy Cutting of General . . -
Materials General Materials Materials Al il CUEng HHTEER
GL GM GH NL GW

Large rake angle and
narrow edge width
design, most suitable for
light-load machining with
low cutting force and low

feed rate.

Large rake angle design,
enabling light and
smooth cutting, and
high-stability machining
can be achieved under

High-strength cutting
edge, excellent
performance in
interrupted cut and
roughing with scale

most working conditions.

removal.

Large rake angle, sharp
edge, light cutting,
polished surface, good
chip removal.

Large-arc wiper,
improving the high
quality surface.
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Planar Milling

8 i oy |
MFB145 "
Mandrel-type (with Shim) o

KDP

2 ; = ;V
Sparse-tooth Type
‘ ‘ Dimensions (mm) MCaXtitl’I_‘Ium‘ ‘ ‘ It I ‘ Weidht ‘ :
Order No. Diameter Teeth oc | oex | ocon | e |kww | ko fséhg ‘ Matched Insert  Shim Cnoglrirr]% Diagram (i'g) Stc?ck

MFB145-050R03A22-SN12 50 3 50 63.5 22 40 104 6.3 3 SNE(M)U1206AN*N v N Fig1 0.41 [ )
MFB145-063R04A22-SN12 63 4 63 76,5 22 40 104 6.3 3 SNE(M)U1206AN*N v Fig1 0.60 [ ]
MFB145-080R05A27-SN12 80 5 80 935 27 50 124 7 3 SNE(M)U1206AN*N v N Fig1 1.1 [ )
MFB145-080L05A27-SN12 80 5 80 935 27 50 124 7 3 SNE(M)U1206AN*N N Fig1 1.1 [ ]
MFB145-100R06B32-SN12 100 6 100 1135 32 50 144 8 3 SNE(M)U1206AN*N v X Fig2 1.51 [ ]
MFB145-125R07B40-SN12 125 7 1251385 40 63 164 9 3 SNE(M)U1206AN*N X Fig2 2.99 [ ]
MFB145-160R08C40-SN12 160 8 1601735 40 63 164 9 3 SNE(M)U1206AN*N v X Fig3 4.39 [ ]
MFB145-200R10C60-SN12 200 10 2002135 60 63 257 14 3 SNE(M)U1206AN*N X Fig3 6.37 [ ]
MFB145-250R12C60-SN12 250 12 2502635 60 63 257 14 3 SNE(M)U1206AN*N v X Fig3 9.50 O
MFB145-315R15D60-SN12 315 15 3153285 60 80 257 14 3 SNE(M)U1206AN*N v X Fig4 18.08 O

@sStock (OAvailable Upon Order

Dense-tooth Type

. DTSN (i) Mg:ltr?nugm f ‘Internal‘ f }Weith In
Order No. ‘ Diameter ‘Teeth DC‘ Do DCON‘ F ‘ W ‘KDP Depth ‘ Matched Insert ‘Shlm Cooling Dlagram‘ (KG) ‘Stock
APMX

MFB145-050R04A22-SN12 50 4 50 635 22 40 104 6.3 3 SNE(M)U1206AN*N v N Fig1 0.41 [}
MFB145-050L04A22-SN12 50 4 50 635 22 40 104 6.3 3 SNE(M)U1206AN*N N Fig1 0.41 [}
MFB145-063R05A22-SN12 63 5 63 765 22 40 104 6.3 3 SNE(M)U1206AN*N v v Fig1 058 @
MFB145-080R07A27-SN12 80 7 80 93.5 27 50 124 7 3 SNE(M)U1206AN*N v Fig1 1.13 [}
MFB145-080L08A27-SN12 80 8 80 93.5 27 50 124 7 3 SNE(M)U1206AN*N v v Fig1 1.09 [ )
MFB145-100R08B32-SN12 100 8 100 1135 32 50 144 8 3 SNE(M)U1206AN*N X Fig2 155 @
MFB145-125R10B40-SN12 125 10 125 1385 40 63 164 9 3 SNE(M)U1206AN*N X Fig2 3.02 [ ]
MFB145-160R12C40-SN12 160 12 160 173.5 40 63 164 9 3 SNE(M)U1206AN*N v X Fig3 4.41 o
MFB145-160L12C40-SN12 160 12 160 173.5 40 63 164 9 3 SNE(M)U1206AN*N v X Fig3 4.31 [ ]
MFB145-200R14C60-SN12 200 14 200 213.5 60 63 257 14 3 SNE(M)U1206AN*N X Fig3 630 @
MFB145-200L14C60-SN12 200 14 200 2135 60 63 257 14 3 SNE(M)U1206AN*N v X Fig3 630 @
MFB145-250R16C60-SN12 250 16 250 263.5 60 63 257 14 3 SNE(M)U1206AN*N X Fig3 929 O
MFB145-315R20D60-SN12 315 20 3153285 60 80 257 14 3 SNE(M)U1206AN*N v X Fig4 1818 O

@Stock OAvailable Upon Order
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Planar Milling

MFB145

Mandrel-type (with Shim)

KDP

KDP.
KDP

L T
Ml AT
T T 5 i i
3%
e |
DCX

Ultra-dense-tooth Type Fig3
‘ Dimensions (mm) Maximum ‘ ‘ ‘ . ‘
Order No. Diameter Teeth CDu;tmg Matched Insert ~ Shim I”ter,”a' Diagram bislgfie U
DC DCX DCON LF Kww kpp Depth ‘ ‘ Cooling ‘ (KG) stock
APMX

MFB145-050R05A22-SN12 50 5 50 635 22 40 104 6.3 3 SNE(M)U1206AN*N v N Fig1 0.37 [ ]
MFB145-063R06A22-SN12 63 6 63 765 22 40 104 6.3 B SNE(M)U1206AN*N v v Fig1 057 @
MFB145-080R08A27-SN12 80 8 80 935 27 50 124 7 3 SNE(M)U1206AN*N v v Fig1 .09 @
MFB145-100R10B32-SN12 100 10 100 1135 32 50 144 8 B SNE(M)U1206AN*N v X Fig2 148 @
MFB145-125R12B40-SN12 125 12125 1385 40 63 164 9 3 SNE(M)U1206AN*N v X Fig2 293 @
MFB145-160R15C40-SN12 160 15 160 1735 40 63 164 9 3 SNE(M)U1206AN*N v X Fig3 4.31 [ )
MFB145-200R18C60-SN12 200 18 200 2135 60 63 257 14 3 SNE(M)U1206AN*N v X Fig3 625 @
MFB145-200L18C60-SN12 200 18 200 2135 60 63 257 14 3 SNE(M)U1206AN*N v X Fig3 625 @
MFB145-250R21C60-SN12 250 21 250 2635 60 63 257 14 3 SNE(M)U1206AN*N v X Fig3 939 O
MFB145-315R24D60-SN12 315 24 315 3285 60 80 257 14 3 SNE(M)U1206AN*N v X Figd 1819 O

@Stock OAvailable Upon Order
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Planar Milling

MFB145

Mandrel-tYpe (with Shim)-
Uneven Teeth

. . Maximum
‘ ‘ Dimensions (mm) . ‘ ‘ ‘ ‘ . ‘
Order No. Diameter Teeth CDUttTlg Matched Insert  Shim Igtelr'nal Diagram Wi'ght StIn K
DC‘DCX‘DCON LF‘KWW‘KDP ep ‘ ‘ ‘ °°'“9‘ ‘ (RC) ‘ e
APMX
MFB145-050R03A22-SN12U 50 3 50 635 22 40 104 6.3 3 SNE(M)U1206AN*N N Fig1 0.41 [ ]
MFB145-063R04A22-SN12U 63 4 63 765 22 40 104 6.3 3 SNE(M)U1206AN*N v v Fig1 060 @
MFB145-080R05A27-SN12U 80 5 80 935 27 50 124 7.0 3 SNE(M)U1206AN*N N Fig1 112 @
MFB145-100R06B32-SN12U 100 6 100 113.5 32 50 144 80 3 SNE(M)U1206AN*N v X Fig2 1.51 [ )
MFB145-125R07B40-SN12U 125 7 1251385 40 63 164 9.0 3 SNE(M)U1206AN*N X Fig2 29 @
MFB145-160R08C40-SN12U 160 8 160 1735 40 63 164 9.0 3 SNE(M)U1206AN*N v X Fig3 439 @
MFB145-200R10C60-SN12U 200 10 200 2135 60 63 257 14 3 SNE(M)U1206AN*N X Fig3 637 @
MFB145-250R12C60-SN12U 250 12 250 2635 60 63 257 14 3 SNE(M)U1206AN*N v X Fig3 950 @
MFB145-315R15D60-SN12U 315 15 3153285 60 63 257 14 3 SNE(M)U1206AN*N X Fig4 1848 @

@Stock OAvailable Upon Order

List of Tool Accessories

Screw for Sl Recommended
Parts Name Shim . Screw Insert Screw Insert Screw Wrench
Shim Torque
Wrench
Shape
Suitable Insert
SNE(M)U1206 O,\rl%er HOK30SSN12 SSAM0600758 TH40LB 516%"7"1035; o8- 4.0Nm TT15PB  TT15TB
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Planar Milling
oy
MFB245 f /
Ol
Mandrel-type (without Shim) b g
Fig2
% % DCON
1 Ty
17} A T
; [T
| e
DC
DCX
Figa
Sparse-tooth Type g
‘ ‘ Dimensions (mm) REBdIVIT ‘ ‘ ‘ ‘ ‘
Order No. Diameter Teeth C;tt'tnr? Matched Insert  Shim Igte:’pal Diagram Wi'ght StIn K
‘ ‘ DC‘DCX‘DCON‘LF‘KWW‘KDP ep ‘ ‘ ‘ °°'”9‘ ‘ (KG) ‘ o
APMX
MFB245-050R03A22-SN12 50 3 50 635 22 40 104 6.3 3 SNE(M)UT206AN*N X J Figl 043 @
MFB245-063R04A22-SN12 63 4 63 765 22 40 104 63 3 SNE(M)U1206AN*N X J Figl 064 @
MFB245-080R05A27-SN12 80 5 80 935 27 50 124 7 3 SNE(M)UT206AN*N X J Figl 116 @
MFB245-080L05A27-SN12 80 5 80 935 27 50 124 7 3 SNE(M)U1206AN*N X J Figl 116 @
MFB245-100R06B32-SN12 100 6 100 1135 32 50 144 8 3 SNE(M)UT206AN*N X X Fig2 156 @
MFB245-100L06B32-SN12 100 6 100 1135 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 156 @
MFB245-125R07B40-SN12 125 7 1251385 40 63 164 9 3 SNE(M)UT206AN*N X x Figz 312 @
MFB245-160R08C40-SN12 160 8 160 173.5 40 63 164 9 3 SNE(M)U1206AN*N X X Fig3 453 @
MFB245-200R10C60-SN12 200 10 200 2135 60 63 257 14 3 SNE(M)UT206AN*N X X Fig3 656 @
MFB245-250R12C60-SN12 250 12 250 2635 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 968 O
MFB245-315R15D60-SN12 315 15 3153285 60 80 257 14 3 SNE(M)UT206AN*N X X Figd 18.65 O

@sStock OAvailable Upon Order
Dense-tooth type

: : Maximum
Order No. ‘Diameter‘ Teeth pimensiens (mm) CI:;J;S?}? Matched Insert ‘ Shim ‘Icr];g:}gzg‘Diagram‘V\I(eKig?t‘ Stlc?ck
‘ ‘ DC ‘ DCX ‘ DCON‘ LF ‘ KWW ‘KDP APMX ‘ ‘ ‘ ‘ ‘ ‘
MFB245-050R04A22-SN12 50 4 50 635 22 40 104 6.3 3 SNE(M)U1206AN*N X Vv Fig1 0.40 [}
MFB245-050L04A22-SN12 50 4 50 635 22 40 104 6.3 3 SNE(M)U1206AN*N X v Fig1 0.40 [}
MFB245-063R05A22-SN12 63 5 63 765 22 40 104 63 3 SNE(M)U1206AN*N X N Fig1 0.60 [}
MFB245-063L05A22-SN12 63 5 63 765 22 40 104 63 3 SNE(M)U1206AN*N X v Fig1 0.60 [}
MFB245-080R07A27-SN12 80 7 80 935 27 50 124 7 3 SNE(M)U1206AN*N X N Fig1 1.10 [}
MFB245-080L07A27-SN12 80 7 80 935 27 50 124 7 3 SNE(M)U1206AN*N X v Fig1 1.10 [}
MFB245-100R08B32-SN12 100 8 1001135 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 1.50 [}
MFB245-100L08B32-SN12 100 8 1001135 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 1.50 [ J
MFB245-125R10B40-SN12 125 10 1251385 40 63 164 9 3 SNE(M)U1206AN*N X X Fig2 2.99 [ J
MFB245-125L10B40-SN12 125 10 1251385 40 63 164 9 3 SNE(M)U1206AN*N X X Fig2 2.99 [ J
MFB245-160R12C40-SN12 160 12 1601735 40 63 164 9 3 SNE(M)U1206AN*N X X Fig3 4.37 [ ]
MFB245-160L12C40-SN12 160 12 1601735 40 63 164 9 3 SNE(M)U1206AN*N X X Fig3 4.37 [ ]
MFB245-200R14C60-SN12 200 14 2002135 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 6.36 [ ]
MFB245-200L14C60-SN12 200 14 2002135 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 6.36 [ ]
MFB245-250R16C60-SN12 250 16 2502635 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 9.39 O
MFB245-250L16C60-SN12 250 16 2502635 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 9.39 O
MFB245-315R20D60-SN12 315 20 3153285 60 80 257 14 3 SNE(M)U1206AN*N X X Fig4 18.31 O
MFB245-315L20D60-SN12 315 20 3153285 60 80 257 14 3 SNE(M)U1206AN*N X X Fig4 18.31 O

@Stock OAvailable Upon Order
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Planar Milling
|
MFB245 75N 7,
Mandrel-type (Without Shim) e bo §
i Fig2

KDP
KDP.

‘ 4

Ultra-dense-tooth Type

el BS (i) MCaL)J(ti’?nugm ‘Internal ‘ ‘Weight‘ In

Order No. Diameter Teeth bC ‘ Y ‘ LF‘ ww ‘KDP Depth ‘ Matched Insert ‘Shim ‘ Cooling ‘Diagram‘ (KG) ‘Stock
APMX

MFB245-050R05A22-SN12 50 5 50 635 22 40 104 6.3 3 SNE(M)U1206AN*N X N Fig1 038 @
MFB245-063R06A22-SN12 63 6 63 765 22 40 104 6.3 3 SNE(M)U1206AN*N X v Fig1 059 @
MFB245-080R08A27-SN12 80 8 80 935 27 50 124 7 3 SNE(M)U1206AN*N X N Fig1 .08 @
MFB245-100R10B32-SN12 100 10 100 1135 32 50 144 8 3 SNE(M)U1206AN*N X X Fig2 145 @
MFB245-125R12B40-SN12 125 12 1251385 40 63 164 9 3 SNE(M)U1206AN*N X X Fig2 295 @
MFB245-160R15C40-SN12 160 15 160 1735 40 63 164 9 3 SNE(M)U1206AN*N X X Fig3 429 @
MFB245-200R18C60-SN12 200 18 200 2135 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 632 @
MFB245-200R20C60-SN12 200 20 200 2135 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 630 @
MFB245-250R21C60-SN12 250 21 250 2635 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 939 O
MFB245-315R24D60-SN12 315 24 3153285 60 80 257 14 3 SNE(M)U1206AN*N X X Figd 1828 O

@ Stock O Available Upon Order

% DCON,
MFB245 5 il
P
. )
Mandrel-type (Without ;
Shim)-uneven Teeth *é
% DCON
1|
AT 1 T
i
DC
DCX
Figd
‘ Dimensions (mm) MERdTI ‘ ‘ ‘ ‘ ‘
Order No. Diameter Teeth CDuttTI? Matched Insert  Shim Icntelr_nal Diagram WeKlghtstInk
DC‘DCX‘DCON LF‘KWW‘KDP & ‘ ‘ ‘ oomg‘ ‘( )‘ oc
APMX
MFB245-050R03A22-SN12U 50 3 50 635 22 40 104 63 3 SNE(M)UT206AN*N X J Figl 043 @
MFB245-063R04A22-SN12U 63 4 63 765 22 40 104 63 3 SNE(M)UT206AN*N X J Figl 064 @
MFB245-080R05A27-SN12U 80 5 80 935 27 50 124 7.0 3 SNE(M)UT206AN*N X J Figl 116 @
MFB245-100R06B32-SN12U 100 6 1001135 32 50 144 80 3 SNE(M)UT206AN*N X X Fig2 156 @
MFB245-125R07B40-SN12U 125 7 1251385 40 63 164 9.0 3 SNE(M)UT206AN*N X X Fig2 312 @
MFB245-160R08C40-SN12U 160 8 1601735 40 63 164 9.0 3 SNE(M)UT206AN*N X X Fig3 453 @
MFB245-160R12C40-SN12U 160 12 1601735 40 63 164 9.0 3 SNE(M)UT206AN*N X X Fig3 438 @
MFB245-200R10C60-SN12U 200 10 2002135 60 63 257 14 3 SNE(M)UT206AN*N X X Fig3 656 @
MFB245-250R12C60-SN12U 250 12 2502635 60 63 257 14 3 SNE(M)U1206AN*N X X Fig3 968 @
MFB245-315R15D60-SN12U 315 15 3153285 60 80 257 14 3 SNE(M)U1206AN*N X X Figd 1865 @

@ Stock O Available Upon Order
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List of Tool Accessories

Recommended

Parts Name Insert Screw Insert Screw Wrench
Torque
Shape
Suitable Insert ‘
SNE(M)U1206 Order No. SI83M050140-070101B 5.0N'm TI20PB TI20TB

Schematic Diagram of Wiper Installation

The SNEU1206ANEN-GW has a total of 4 wipers available. The R-side wiper can only be used on a right-handed insert cutter, and
the L-side wiper can only be used on a left-handed insert cutter.
When using, place the wiper R or L parallel to the workpiece surface.

Use the R-side wiper on the right-handed insert cutter. Use the L-side wiper on the left-handed insert cutter.
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Planar Milling

_lp] Ly
MFB275 - 5

Mandrel-type (Without Shim)

KDP
KDP

g
i

| | ot ,—El f
T T N -
it Ga

DC I oc |
DC Dex

Fig3 Fig4
q f Max.
‘ ‘ Dimensions (mm) : ‘ ‘ ‘ ‘ ‘ i ‘
Order No. Diameter Teeth CDUttT}? Matched Insert  Shim I(?te:'_nal Diagram Weklght stIn K
DC ‘ DCX ‘DCON LF ‘ Kww ‘ KDP R ‘ ‘ ‘ ooling ‘ (KG) ‘ oc

MFB275-050R04A22-SN12 50 4 50 55 22 40 104 63 5 SNE(M)U1206ENEN X v Fig1 0.31 [ ]
MFB275-063R05A22-SN12 63 5 63 68 22 40 104 63 5 SNE(M)U1206ENEN X v Fig1 0.53 [ J
MFB275-063R06A22-SN12 63 6 63 68 22 40 104 63 5 SNE(M)U1206ENEN X N Fig1 0.55 [ J
MFB275-080R07A27-SN12 80 7 80 85 27 50 124 7 5 SNE(M)U1206ENEN X v Fig1 1.04 [ J
MFB275-100R08B32-SN12 100 8 100 105 32 50 144 8 5 SNE(M)U1206ENEN X X Fig2 1.41 [ J
MFB275-125R10B40-SN12 125 10 125 130 40 63 164 9 5 SNE(M)U1206ENEN X X Fig2 2.81 [ )
MFB275-160R12C40-SN12 160 12 160 165 40 63 164 9 5 SNE(M)U1206ENEN X X Fig3 3.95 [ )
MFB275-200R14C60-SN12 200 14 200 205 60 63 257 14 5 SNE(M)U1206ENEN X X Fig3 6.33 [ )
MFB275-250R16C60-SN12 250 16 250 255 60 63 257 14 5 SNE(M)U1206ENEN X X Fig3 1027 O
MFB275-315R20D60-SN12 315 20 315 320 60 80 257 14 5 SNE(M)U1206ENEN X X Figd 1897 O

@ Stock O Available Upon Order

List of Tool Accessories

Parts Name Insert Screw SR Insert Screw Wrench
Torque
Shape
Suitable Insert
SNE(M)U1206 Order No. SI83M050140-07010IB 5.0N'm TI20PB TI20TB
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Planar Milling

MFB288 i g

Mandrel-type (Without Shim)

DI
KDP

Fig1 Fig2
o DCON_ o DCON
g E |
o o
178

e e
=) = '

Fig3 Figa
‘ . ‘ Dimensions (mm) MCaL)J(ti;?nugm ‘ f ‘Internal‘ o ‘Weight‘ In

Order No. Diameter Teeth oC ‘ DCX‘DCON‘ " ‘ KWW‘ KO Depth ‘ Matched Insert ‘Shlm Cooling D|agram‘ (KG) ‘Stock

APMX

MFB288-050R04A22-SN12 50 4 50 51 22 40 104 63 7 SNE(M)U1206ZNEN X N Fig1 0.30 [ )
MFB288-063R05A22-SN12 63 5 63 64 22 40 104 63 7 SNE(M)U1206ZNEN X v Fig1 0.41 o
MFB288-063L05A22-SN12 63 5 63 64 22 40 104 63 7 SNE(M)U1206ZNEN X N Fig1 0.50 [ J
MFB288-063R06A22-SN12 63 6 63 64 22 40 104 63 7 SNE(M)U1206ZNEN X v Fig1 0.49 o
MFB288-080R05A27-SN12 80 5 80 81 27 50 124 7 7 SNE(M)U1206ZNEN X N Fig1 0.99 [ J
MFB288-080R07A27-SN12 80 7 80 81 27 50 124 7 7 SNE(M)U1206ZNEN X v Fig1 0.92 o
MFB288-080L07A27-SN12 80 7 80 81 27 50 124 7 7 SNE(M)U1206ZNEN X N Fig1 0.92 [ ]
MFB288-100R08B32-SN12 100 8 100 101 32 50 144 8 7 SNE(M)U1206ZNEN X X Fig2 1.29 [ ]
MFB288-125R10B40-SN12 125 10 125 126 40 63 164 9 7 SNE(M)U1206ZNEN X X Fig2 2.88 [ ]
MFB288-160R12C40-SN12 160 12 160 161 40 63 164 9 7 SNE(M)U1206ZNEN X X Fig3 3.86 [ )
MFB288-200R14C60-SN12 200 14 200 201 60 63 257 14 7 SNE(M)U1206ZNEN X X Fig3 6.00 [ )
MFB288-250R16C60-SN12 250 16 250 251 60 63 257 14 7 SNE(M)U1206ZNEN X X Fig3 9.64 O
MFB288-315R20D60-SN12 315 20 315 316 60 80 257 14 7 SNE(M)U1206ZNEN X X Fig4 1696 O

@ Stock O Available Upon Order

LU
X
(SR} Z
MFB288 RSN Ik
| [a)
Cylindrical Straight Shank Type (Without Shim) aeux ||
LE
Fig5
LS i) M(?L)J(titTnum ‘ ‘Internal‘ ‘Wei ht‘ In
Order No. Diameter Teeth D thg Matched Insert ~ Shim Cooli Diagram Kg Stock
DC‘DCX‘DCON‘ LF ‘ Lu | Dep ‘ ‘ ‘00'”9‘ ‘( )‘ e
APMX
MFB288-040R03P32-SN12 40 3 40 41 32 110 30 7 SNE(M)U1206ZNEN X v Fig5 0.67 o

@ Stock O Available Upon Order
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List of Tool Accessories

Recommended

Parts Name Insert Screw Insert Screw Wrench
Torque
Shape
Suitable Insert
SNE(M)U1206 Order No. SI83M050140-07010IB 5.0N'm TI20PB TI20TB

Schematic Diagram of Wiper Installation

The SNEU1206ZNEN-GW has a total of 4 wipers available. The R-side wiper can only be used on a right-handed insert cutter, and
the L-side wiper can only be used on a left-handed insert cutter.
When using, place the wiper R or L parallel to the workpiece surface.

Use the R-side wiper on the right-handed insert cutter. Use the L-side wiper on the left-handed insert cutter.
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Recommended Cutting Data

Indexable Milling Tools | MILLING

. Recommended . Feed/edge fz (mm)
. . Material e . Cutting Speed . )
Machined Material e S Grade Specifications Cut/ilng Depth Ve(m/min) Light Medium Heavy
p(mm) Cutting (L) Cutting (M) Cutting (H)
SNE(M)U1206ANEN 15
GPM7120
250 0.2 0.25 0.3
<
Soft Steel = < HB180 GA4225 SNE(M)U1206ENEN 25 210.290) | (0.1:03) | (015035 | ©.2.0.4)
GA4230
SNE(M)U1206ZNEN 35
SNE(M)U1206ANEN 1.5
. GPM7120
GA4225 220 0.15 0.25 0.3
n stz Al CEABOEED ooy SO EIILTATEERE 25 (180-260) | (0.1-0.2) (0.15-0.35) (0.2-0.4)
Steel
GP2115
SNE(M)U1206ZNEN 35
SNE(M)U1206ANEN 15
ore. GPM7120
GA4230 140 0.1 0.15 0.2
hardened | HRC35-45 | -, 4>5c [SNE(MJUT206ENEN 25 (100-180)  (0.05-0.15) (0.1-0.2) = (0.1-0.3)
Steel
GP2115
SNE(M)U1206ZNEN 35
SNE(M)U1206ANEN 1.5
Stainless
Steel | < po70 Smgg SNE(M)U1206ENEN 2.5 J&0 B 025 =
(Ferritic, | > : (140-220) | (0.1-0.2) (0.15-0.35) (0.2-0.4)
& GA4230
martensitic)
M SNE(M)U1206ZNEN 35
SNE(M)U1206ANEN 15
Stainless
Steel GM2140 160 0.1 0.15 0.2
<
(Austenitic, S MB270° cpia135 SNE(M)UT206ENEN 25 (120-200) (0.05-0.15) (0.1-0.2) = (0.1-0.3)
Duplex)
SNE(M)U1206ZNEN 35
SNE(M)U1206ANEN 1.5
Gray Cast  _ GK2115 180 0.15 0.2 0.3
ron S HB280 Gyaqpg SNE(MJUT206ENEN 25 (1402200 (01-0.2) (0.1:0.3)  (0.2-0.4)
m SNE(M)U1206ZNEN 35
Nodular SNE(M)U1206ANEN 15
Cast Iron
' GK4125 160 0.15 0.2 0.3
<
Compact S HB350 5495 SNE(M)UT206ENEN 25 (120-200) | (0.1-0.2)  (0.1-0.3) = (0.2-0.4)
Graphite
fron SNE(M)U1206ZNEN 35
Aluminum 0.15 0.2
5 > —
m pronia™ HBE0-210 GN9125  SNEUT206ANFN 15 ZEO s e
Heat. SNE(M)U1206ANEN 15
resistant
40 0.15 0.2
B Alloys,  HRC30-45 GS4130 SNE(M)UT206ENEN 25 G060 | 0102 | (0103 —
Titanium
Alloys SNE(M)U1206ZNEN 35
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Planar Milling

HNG(K)U

Negative-type Twelve Edged Face Milling Inserts

\——
i
o1

(2]

Dimensions (mm) Coated Cemented Carbide Cemer)ted Cermet
Carbide

Order No.

LE IC S BS D1 KRINS RE

GA4225
GA4230
GA4325
® ® GPM7120
GP4225
® O GP2115
® O GM4135
® ® GM2140
® O GK4125
® O GK2115
® O  GS4130
GH4115
GN9125
GPO1TM

HNGUO604ANEN-GL 3.4 12 4.44 11 49 15° 1.0
HNGUO905ANEN-GL 4.6 15.88 552 135 5 15° 2.2

HNGU060432-GL 34 12 444 - 49 - 32 ([ ] OO0 O0O0OO0O0

HNGUO604ANEN-GM 3.4 12 4.48 1.1 49 15° 1.0 ([ ]
HNKUO604ANEN-GM 3.4 12 4.48 1.1 49 15° 1.0
HNGUO905ANEN-GM 4.6 15.88 556 1.35 5 15° 2.2 ([ ]
HNKUO905ANEN-GM 4.6 15.88 556 1.35 5 15° 1.2
HNGU1307ANEN-GM 7.3 22.25 7.48 1.657.95 15° 1.3 (@)
HNKU1307ANEN-GM 7.3 22.25 7.48 1.657.95 15° 1.3
HNGU130720-GM 1052225748 - 795 - 20 (@)
HNKU130720-GM 1052225748 - 795 - 20

ORN BN BN BN BN BN J
e 6 6 6 6 06 0 O
OO0 e ©e e & ©

HNGUO604ANEN-GH 3.4 12 448 1.1 49 15° 1.0
HNKUO604ANEN-GH 3.4 12 448 1.1 49 15° 1.0
HNGUO905ANEN-GH 4.6 15.88 556 1.35 5 15° 2.2
HNKUO905ANEN-GH 4.6 15.88 556 135 5 15° 1.2
HNGU1307ANEN-GH 7.3 22.25 7.48 1.657.95 15° 1.3
HNKU1307ANEN-GH 7.3 22.25 7.48 1.657.95 15° 1.3

®e O/ O o
® 6 6 6 0 O
e O @@ O e

Note: @Stock OAvailable Upon Order
* The HNGU****ANFN-GW insert is only paired with the MFC145 series tools.
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Planar Milling

HNG(K)U

Negative-type Twelve Edged Face Milling Inserts

D1

Dimensions (mm) Coated Cemented Carbide ng:eb?ézd Cermet

Order No. °

LE IC S BS D1KRINSRE§§§§§§§§§§§§ § E

5535686505685 & 5

HNGUO060432-GH 34 12 448 - 49 - 32 [ O O
HNKU060432-GH 34 12 448 - 49 - 32 [ ] @)
HNGU090543-GH 4.2 1588 556 -- 5 - 43 [ ] O O
HNKU090543-GH 42 158855 - 5 - 43 () O
HNGU130720-GH 1052225748 - 795 - 20 [ ] O O
HNKU130720-GH 1052225748 - 795 - 20 [ ] @)
HNGU130735-GH 8.8 2225748 - 795 - 35 ° O O
HNKU130735-GH 8.8 2225748 -- 795 - 35 [ ] @)
HNGUO604ANFN-GW 4.8 12 4.53 48 49 15° 22 [ ] (@)
HNGUO905ANFN-GW 7.8 15.88 554 78 5 15° 1.6 [ ] @)

Note: @Stock OAvailable Upon Order

* The HNGU****ANFN-GW insert is only paired with the MFC145 series tools.
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HNG(K)U Series Geometry

Light Cutting of General
Materials

Medium Cutting of General
Materials

Heavy Cutting of General
Materials

Wiper

GH

Large rake angle design,
most suitable for light-load
machining with low cutting

force and low feed rate.

Large rake angle design,
enabling light and smooth
cutting, and high-stability
machining can be achieved

under most working
conditions.

High-strength cutting edge,
excellent performance
in interrupted cut and
roughing.

Large-arc wiper, improving
the high quality surface.
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Planar milling

MFC115

Mandrel Type

’ . Max.
Order No. ‘ Diameter ‘ Teeth pimensions (mm) C[;J;g:hg ‘ Matched Insert‘ Icn(l:slrir:‘agl ‘ Diagram ‘ W(eKng?t ‘ Stlgck
‘ DC ‘ DCX ‘ DCON ‘ LF ‘KWW‘ KDP ApMX ‘ ‘ ‘ ‘ ‘
MFC115-040R05A16-HN06 40 5 40 53 16 40 84 56 1.6 HNG(K)U0604 v Fig1 0.30 [ )
MFC115-050R04A22-HN09 50 4 50 67.7 22 40 104 63 2.2 HNG(K)U0905 v Fig1 0.40 [ ]
MFC115-050R05A22-HN06 50 5 50 63 22 40 104 63 1.6 HNG(K)U0604 v Fig1 0.40 [ ]
MFC115-063R05A22-HN09 63 5 63 80.7 22 40 104 63 2.2 HNG(K)U0905 v Fig1 0.65 [ ]
MFC115-063R06A22-HN06 63 6 63 76 22 40 104 63 1.6 HNG(K)U0604 v Fig1 0.63 [ ]
MFC115-063R06A22-HN09 63 6 63 807 22 40 104 63 2.2 HNG(K)U0905 v Fig1 0.63 [ ]
MFC115-080R06A27-HNO9 80 6 80 97.7 27 50 124 7 2.2 HNG(K)U0905 v Fig1 1.33 [ ]
MFC115-080R08A27-HN0O6 80 8 80 93 27 50 124 7 1.6 HNG(K)U0604 v Fig1 1.34 [ ]
MFC115-100R08B32-HN09 100 8 100 1177 32 50 144 8 2.2 HNG(K)U0905 X Fig2 1.83 [ J
MFC115-125R09B40-HN09 125 9 125 1427 40 63 164 9 2.2 HNG(K)U0905 X Fig2 3.39 [ J
MFC115-160R12C40-HNO9 160 12 160 177.7 40 63 164 9 2.2 HNG(K)U0905 X Fig3 4.83 [ )

@ Stock O Available Upon Order

35l o
MFC115 NS
O z
. . . APMX
Cylindrical Straight Shank Type ; %/ g
15
LU
(o] LE
Figa
. ) Max.
‘ ‘ Dimensions (mm) 7 ‘ ‘ ‘ ‘ o ‘
Order No. Diameter Teeth CDUttThg Matched Insert Igtelr_nal Diagram WeKlght StIn K
DC ‘ DCX  DCON ‘ LF ‘ Ly ep ‘ ‘ ooling ‘ (KG) ‘ oc
APMX
MFC115-025R03P20-HNO6 25 3 25 38.2 20 120 32 1.6 HNG(K)U0604 J Fig4 0.32 [ J
MFC115-032R03P25-HN06 32 3 32 45 25 130 40 1.6 HNG(K)U0604 v Fig4 0.54 [ ]

@ Stock O Available Upon Order
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Planar milling

MFC115

Replaceable Tool Bit W
X o il
g ° I
- EE
AEMX_,& ¥ 9z
15 o alg
LF o
Fig5
Dimensions (mm) Maximum ‘
. Cutting Matched Internal .. Weight In
Order No. Diameter Teeth Depth TRe— Cooli Diagram KG)  Stock
DC‘ DCX ‘DCON DCSFMS‘ LF ‘ CRKS A:R/lx == ooling (KG)  Stoc

MFC115-025R03M16-HN06 25 3 25 382 17 29 32 M16 1.6 HNG(K)U0604 v Fig5 0.17 o

MFC115-032R03M16-HN06 32 3 32 45 17 29 40 M16 1.6 HNG(K)U0604 v Fig5 0.26 o

@ Stock O Available Upon Order

List Of Tool Accessories

Parts Name Insert Screw Redeinees Insert Screw Wrench
Torque
Shape
Suitable Insert
HNG(K)U0604 Order No. SR30M040100K 3.5N'm TT15PB TT15TB
HNG(K)U0905 Order No. SR30M040100K 3.5N'm TT15PB TT15TB
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Planar milling

a DCON_
g _ uy
MFC145 S mm
Mandrel Type b 3
Fig2
g pcon
P ij
izi
o0
Sparse-tooth Type Figd
‘ . ‘ DRSO (i) Mglfti?nugm ‘Internal‘ . ‘Weight‘ In
Order No. ‘ Diameter Teeth oe ‘ b ‘ ocon| e ‘ W ‘ KDP Depth ‘ Matched Insert ‘ Cooling ‘Dlagram‘ (KG) ‘ Sk
APMX
MFC145-040R04A16-HNO6 40 4 40 48 16 40 84 5.6 3.2 HNG(K)U0604 v Fig1 0.24 o
MFC145-050R04A22-HNO6 50 4 50 58 22 40 104 6.3 3.2 HNG(K)U0604 v Fig1 0.30 [ ]
MFC145-050R04A22-HNO9 50 4 50 60.6 22 40 104 63 4.5 HNG(K)U0905 v Fig1 0.28 [ J
MFC145-063R04A22-HNO6 63 4 63 71 22 40 104 6.3 82 HNG(K)U0604 v Fig1 0.51 [ ]
MFC145-063R05A22-HNO9 63 5 63 73.6 22 40 104 63 4.5 HNG(K)U0905 v Fig1 0.50 o
MFC145-080R04A27-HN13 80 4 80 95.4 27 50 124 7 8.0 HNG(K)U1307 v Fig1 1.04 [ ]
MFC145-080R05A27-HNO6 80 5 80 88 27 50 124 7 3.2 HNG(K)U0604 N Fig1 1.16 [ ]
MFC145-080R05A27-HNO9 80 5 80 90.6 27 50 124 7 4.5 HNG(K)U0905 v Fig1 1.13 [ ]
MFC145-100R05B32-HN13 100 5 100 115.4 32 50 14.4 8 8.0 HNG(K)U1307 X Fig2 1.50 [ ]
MFC145-100R06B32-HN06 100 6 100 108 32 50 14.4 8 3.2 HNG(K)U0604 X Fig2 1.64 [ ]
MFC145-100R06B32-HN09 100 6 100 110.6 32 50 14.4 8 4.5 HNG(K)U0905 X Fig2 1.66 [ ]
MFC145-125R06B40-HN13 125 6 125 1404 40 63 16.4 9 8.0 HNG(K)U1307 X Fig2 2.95 [ ]
MFC145-125R08B40-HN06 125 8 125 133 40 63 164 9 3.2 HNG(K)U0604 X Fig2 3.01 [ ]
MFC145-125R08B40-HN09 125 8 125 135.6 40 63 16.4 9 4.5 HNG(K)U0905 X Fig2 3.10 [ )
MFC145-160R09C40-HN13 160 9 160 175.4 40 63 16.4 9 8.0 HNG(K)U1307 X Fig3 4.16 [ ]
MFC145-160R10C40-HNO6 160 10 160 1679 40 63 16.4 9 3.2 HNG(K)U0604 X Fig3 4.72 [ J
MFC145-160R10C40-HNO9 160 10 160 170.6 40 63 16.4 9 4.5 HNG(K)U0905 X Fig3 4.08 [
MFC145-200R12C60-HN13 200 12 200 2154 60 63 257 14 8.0 HNG(K)U1307 X Fig3 5.89 [ J
MFC145-200R16C60-HNO9 200 16 200 2106 60 63 257 14 4.5 HNG(K)U0905 X Fig3 570 @
MFC145-250R12C60-HN13 250 12 250 2654 60 63 257 14 8.0 HNG(K)U1307 X Fig3 11.71 [ ]
MFC145-250R20C60-HNO9 250 20 250 260.6 60 63 257 14 4.5 HNG(K)U0905 X Fig3 1153 @
MFC145-250L.20C60-HN0O9 250 20 250 260.6 60 63 257 14 4.5 HNG(K)U0905 X Fig3 1153 O
MFC145-315R14D60-HN13 315 14 315 3304 60 80 257 14 8.0 HNG(K)U1307 X Figd 1711 @
MFC145-315R24D60-HNO9 315 24 315 325.6 60 80 257 14 4.5 HNG(K)U0905 X Figd 1681 @
MFC145-315L24D60-HNO9 315 24 315 325.6 60 80 257 14 4.5 HNG(K)U0905 X Figd 1681 O

@ Stock O Available Upon Order
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Planar milling

o DCON_
[ ) oy
MFC145 o 520
Mandrel Type oo 3
Fig2
5 pcon
P— ij
e
nox
Dense-tooth Type ,
Fig4
Order No. ‘ Diameter ‘Teeth pimensions (mm) Cu“:t?:lgm;ergth‘ Matched Insert ‘ ggm ‘Diagram‘w(?(ig?t StI:ck
‘ ‘ DC ‘ DCX ‘ DCON ‘ LF ‘ KWW ‘ KDP APMX ‘ ‘ ‘ ‘ ‘
MFC145-040R05A16-HNO6 40 5 40 48 16 40 84 56 3.2 HNG(K)U0604 N Fig1 0.23 [ )
MFC145-050R05A22-HNO6 50 5 50 58 22 40 104 6.3 3.2 HNG(K)U0604 v Fig1 0.28 o
MFC145-050R05A22-HN09 50 5 50 60.6 22 40 104 63 4.5 HNG(K)U0905 N Fig1 0.27 [ ]
MFC145-050R06A22-HNO6 50 6 50 58 22 40 104 6.3 3.2 HNG(K)U0604 v Fig1 0.30 [ ]
MFC145-063R06A22-HNO6 63 6 63 71 22 40 104 6.3 3.2 HNG(K)U0604 N Fig1 0.48 [ ]
MFC145-063R06A22-HNO9 63 6 63 73.6 22 40 104 6.3 4.5 HNG(K)U0905 v Fig1 0.47 o
MFC145-063R07A22-HNO9 63 7 63 736 22 40 104 6.3 4.5 HNG(K)U0905 N Fig1 0.47 [ J
MFC145-063R08A22-HN0O6 63 8 63 71 22 40 104 6.3 3.2 HNG(K)U0604 v Fig1 0.49 [ J
MFC145-080R06A27-HNO9 80 6 80 90.6 27 50 124 7 4.5 HNG(K)U0905 N Fig1 1.10 [}
MFC145-080R07A27-HNO9 80 7 80 90.6 27 50 124 7 4.5 HNG(K)U0905 v Fig1 1.06 [ }
MFC145-080R08A27-HNO6 80 8 80 88 27 50 124 7 3.2 HNG(K)U0604 v Fig1 1.12 [}
MFC145-080R09A27-HNO9 80 9 80 90.6 27 50 124 7 4.5 HNG(K)U0905 v Fig1 1.05 [}
MFC145-080R10A27-HNO6 80 1 80 88 27 50 124 7 3.2 HNG(K)U0604 v Fig1 1.1 [ J
MFC145-100R08B32-HN09 100 8 100 110.6 32 50 144 8 4.5 HNG(K)U0905 X Fig2 1.59 [}
MFC145-100R09A32-HNO6 100 9 100 108 32 50 144 8 3.2 HNG(K)U0604 N Fig1 1.80 [}
MFC145-100R09B32-HN06 100 9 100 108 32 50 144 8 3.2 HNG(K)U0604 X Fig2 1.61 [}
MFC145-100R10B32-HN09 100 10 100 110.6 32 50 144 8 4.5 HNG(K)U0905 X Fig2 1.58 [ )
MFC145-100R11B32-HN09 100 11 100 110.6 32 50 144 8 4.5 HNG(K)U0905 X Fig2 1.56 [ J
MFC145-100R12A32-HNO6 100 12 100 108 32 50 144 8 3.2 HNG(K)U0604 N Fig1 1.80 [ ]
MFC145-100R12B32-HN06 100 12 100 108 32 50 144 8 3.2 HNG(K)U0604 X Fig2 1.61 [ J
MFC145-125R10B40-HN09 125 10 125 1356 40 63 16.4 9 4.5 HNG(K)U0905 X Fig2 3.06 [ J
MFC145-125R12B40-HN06 125 12 125 133 40 63 16.4 9 3.2 HNG(K)U0604 X Fig2 3.01 [ J
MFC145-125R14B40-HN0O9 125 14 125 1356 40 63 16.4 9 4.5 HNG(K)U0905 X Fig2 3.01 [ J
MFC145-125R16B40-HN06 125 16 125 133 40 63 16.4 9 3.2 HNG(K)U0604 X Fig2 3.05 [ ]
MFC145-160R12C40-HNO9 160 12 160 170.6 40 63 16.4 9 4.5 HNG(K)U0905 X Fig3 4.20 [}
MFC145-160R16C40-HNO9 160 16 160 170.6 40 63 16.4 9 4.5 HNG(K)U0905 X Fig3 4.25 [ J
MFC145-200R10C60-HN13 200 10 200 2154 60 63 257 14 8.0 HNG(K)U1307 X Fig3 5.81 [}
MFC145-250R14C60-HN13 250 14 250 2654 60 63 257 14 8.0 HNG(K)U1307 X Fig3 11.44 [}
MFC145-315R18D60-HN13 315 18 315 3304 60 80 257 14 8.0 HNG(K)U1307 X Figd  16.97 [ J

@ Stock O Available Upon Order
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Planar Milling

MFC145

Unequal Teeth

‘ . ‘ DIMEREIEIS (i) MgS::FnL;;m ‘ Internal ‘ f ‘Weight‘ In
Order No. ‘Dlameter Teeth oc ‘ bex ‘ S ‘ W ‘ «op Depth ‘Matched Insert Cooling Dlagram‘ (KG) ‘ Stock
APMX

MFC145-063R08A22-HN0O6U 63 8 63 71 22 40 104 63 3.2 HNG(K)U0604 v Fig1 0.48 [ ]
MFC145-080R07A27-HNO9U 80 7 80 90.6 27 50 124 7 4.5 HNG(K)U0905 v Fig1 1.12 o
MFC145-080R08A27-HNO6U 80 8 80 88 27 50 124 7 3.2 HNG(K)U0604 N Fig1 1.13 [ J
MFC145-100R08B32-HN0OSU 100 8 100 1106 32 50 144 8 4.5 HNG(K)U0905 X Fig2  1.59 [}
MFC145-100R09B32-HN0O6U 100 9 100 108 32 50 144 8 3.2 HNG(K)U0604 X Fig1 1.61 [}
MFC145-125R10B40-HN0O6U 125 10 125 133 40 63 164 9 3.2 HNG(K)U0604 X Fig2 298 [ ]
MFC145-125R10B40-HN0O9U 125 10 125 1356 40 63 164 9 4.5 HNG(K)U0905 X Fig2  3.06 [ ]
MFC145-160R10C40-HNOSU 160 10 160 170.6 40 63 164 9 4.5 HNG(K)U0905 X Fig3  4.08 [ ]
MFC145-200R12C60-HN13U 200 12 200 2154 60 63 257 14 8.0 HNG(K)U1307 X Fig3  5.89 [ ]
MFC145-200R16C60-HNOSU 200 16 200 2106 60 63 257 14 4.5 HNG(K)U0905 X Fig3 570 [ ]
MFC145-250R12C60-HN13U 250 12 250 2654 60 63 257 14 8.0 HNG(K)U1307 X Fig3 1171 @
MFC145-250R20C60-HNOSU 250 20 250 2606 60 63 257 14 4.5 HNG(K)U0905 X Fig3 1153 @
MFC145-315R14D60-HN13U 315 14 315 3304 60 80 257 14 8.0 HNG(K)U1307 X Figd 1711 @

@ Stock O Available Upon Order
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Planar Milling

><
MFC145 34
2 Z
Cylindrical Straight Shank Type APMX__[1\ g
o W
Fig5
Sparse-tooth Type
‘ Dimensions (mm) R LT ‘ ‘ ‘ ‘
Order No. Diameter Teeth CDUttThg Matched Insert Ié\t&llf_nal Diagram Wi‘ght In Stock
DC ‘ DCX  DCON ‘ LF ‘ Ly Dep ‘ ooling ‘ ‘ (KG)
APMX
MFC145-025R02P20-HN0O6 25 2 25 33 20 120 32 3.2 HNG(K)U0604 N Fig5 0.30 [ J
MFC145-025R03P25-HNO6L 25 3 25 33 20 200 32 3.2 HNG(K)U0604 v Fig5 0.73 o
MFC145-032R03P25-HNO6 32 3 32 40 25 130 40 3.2 HNG(K)U0604 N Fig5 0.51 [ J
MFC145-040R03P25-HNO9 40 3 40 50.7 25 107 50 4.5 HNG(K)U0905 v Fig5 0.60 o
MFC145-025R03P20-HN0O6 25 3 25 33 20 120 32 3.2 HNG(K)U0604 v Fig5 0.29 o
MFC145-032R04P25-HN06 32 4 32 40 25 130 40 3.2 HNG(K)U0604 v Fig5 0.50 o
MFC145-040R04P25-HN09 40 4 40 50.7 25 107 50 4.5 HNG(K)U0905 N Fig5 0.57 [ ]
@ Stock O Available Upon Order
3o EE“ o
29 | L -
MFC145 IR
. . ApMx__[[\ 8
Side-clamping Type g a
L LF
Figé
‘ ‘ Dimensions (mm) MR ‘ ‘ ‘ ‘
Order No. Diameter Teeth CDUttThg Matched Insert Ié\tanal Diagram Winght In Stock
DC ‘ DCX  DCON ‘ LF ‘ LU ep ‘ 00 |ng‘ ‘ (KG)
APMX
MFC145-025R03W20-HNO6 25 3 25 33 20 82 32 3.2 HNG(K)U0604 v Figé 0.21 o
MFC145-032R03W25-HN06 32 3 32 40 25 97 40 3.2 HNG(K)U0604 v Fig6 0.41 [ ]
MFC145-040R03W25-HN09 40 3 40 50.6 25 107 50 4.5 HNG(K)U0905 v Figé 0.59 [ J
MFC145-032R04W25-HN06 32 4 32 40 25 97 40 3.2 HNG(K)U0604 v Fig6 0.39 [ ]
MFC145-040R04W25-HN0O9 40 4 40 50.6 25 107 50 4.5 HNG(K)U0905 v Fige 0.57 o

@ Stock O Available Upon Order
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MFC145

Replaceable Tool Bit

Indexable Milling Tools | MILLING

= ,

DCX

Lo
apmx_| [N

~75°

CRKS
DCON
DCSEMS

LF

Fig7
Dimensions (mm) Maximum

. Cutting Internal . Weight  In
Order No. Diameter Teeth s Matched Inser Cooli Diagram KG Stock

DC ‘DCX‘ DCON ‘DCSFMS‘ LF ‘CRKS P ooling (KG) ocl

APMX

MFC145-025R03M16-HNO6 25 3 25 33 17 29 32 M16 3.2 HNG(K)U0604 N Fig7 0.15 o
MFC145-032R03M16-HNO6 32 3 32 40 17 29 40 M16 3.2 HNG(K)U0604 v Fig7 0.22 o
MFC145-032R04M16-HNO6 32 4 32 40 17 29 40 M16 3.2 HNG(K)U0604 N Fig7 0.19 o

List of Tool Accessories

@ Stock O Available Upon Order

Parts Name Insert Screw Recommended Torque Insert Screw Wrench
Shape
Suitable Insert
HNG(K)U0604 Order No. SR30M040100K 3.5N'm TT15PB TT15TB
HNG(K)U0905 Order No. SR30M040100K 3.5N'm TT15PB TT15TB
HNG(K)U1307 Order No. SR45M0601601K 8.0N'm — TI25TQ
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Planar milling

é -DCON_
oy
V.
MFC160 % mn
DC
Mandrel Type o
Fig2
Sparse-tooth Type
‘ ‘ Dimensions (mm) Maximum ‘ ‘ ‘ ‘
Order No. Diameter Teeth C;ttmhg Matched Insert Icntelr.nal Diagram Wek'ght s I K
‘ DC ‘ DCX ‘DCON‘ LF ‘KWW‘KDP A:K;I:X ‘ ‘ ooling ‘ (KG) ‘ toc!

MFC160-040R04A16-HNO6 40 4 40 46.1 16 40 84 56 4.3 HNG(K)U0604 v Fig1 0.23 [ ]
MFC160-050R04A22-HN06 50 4 50 56.1 22 40 104 6.3 43 HNG(K)U0604 v Fig1 0.29 [ ]
MFC160-050R05A22-HNO9 50 5 50 58 22 40 104 6.3 7.4 HNG(K)U0905 v Fig1 0.26 [ ]
MFC160-063R04A22-HN0O6 63 4 63 69.1 22 40 104 6.3 43 HNG(K)U0604 v Fig1 0.50 [ )
MFC160-063R06A22-HNO9 63 6 63 71 22 40 104 6.3 7.4 HNG(K)U0905 N Fig1 0.46 (]
MFC160-080R05A27-HN0O6 80 5 80 86.1 27 50 124 7 43 HNG(K)U0604 v Fig1 1.07 [ J
MFC160-080R08A27-HNO9 80 8 80 88 27 50 124 7 7.4 HNG(K)U0905 N Fig1 1.05 o
MFC160-100R06B32-HN06 100 6 100 106.1 32 50 144 8 4.3 HNG(K)U0604 X Fig2 1.59 [}
MFC160-100R10B32-HN0O9 100 10 100 108 32 50 144 8 7.4 HNG(K)U0905 X Fig2 1.54 o
MFC160-125R08B40-HN06 125 8 125 131.1 40 63 164 9 4.3 HNG(K)U0604 X Fig2 3.02 [}
MFC160-125R12B40-HN09 125 12 125 133 40 63 164 9 7.4 HNG(K)U0905 X Fig2 3.02 o
MFC160-160R14C40-HN0O9 160 14 160 168 40 63 164 9 7.4 HNG(K)U0905 X Fig3 4.40 [}
MFC160-200R16C60-HNO9 200 16 200 208 60 63 257 14 7.4 HNG(K)U0905 X Fig3 6.00 o
MFC160-250R16C60-HN0O9 250 16 250 258 60 63 257 14 7.4 HNG(K)U0905 X Fig3 1238 @
@ Stock O Available Upon Order

Dense-tooth type

. ‘ Dimensions (mm) MCaJ(ltr?nugm ‘ Internal ‘ . ‘Weight‘ In

Order No. Diameter Teeth oc ‘ Do ‘ ocon| LF ‘ W ‘ KOP Depth ‘ Matched Insert Cooling Dlagram‘ (KG) ‘Stock
APMX

MFC160-040R05A16-HNO6 40 5 40 46.1 16 40 84 56 43 HNG(K)U0604 N Fig1 0.22 o
MFC160-050R05A22-HN06 50 5 50 56.1 22 40 104 63 4.3 HNG(K)U0604 v Fig1 029 @
MFC160-063R06A22-HN06 63 6 63 69.1 22 40 104 63 4.3 HNG(K)U0604 N Fig1 046 @
MFC160-080R08A27-HN0O6 80 8 80 86.1 27 50 124 7 43 HNG(K)U0604 v Fig1 1.03 @
MFC160-100R09B32-HNO6 100 9 100 106.1 32 50 14.4 8 4.3 HNG(K)U0604 X Fig2 1.55 [ J
MFC160-125R12B40-HN06 125 12 125 131.1 40 63 164 9 43 HNG(K)U0604 X Fig2 2.98 [ J

@ Stock O Available Upon Order
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List of Tool Accessories

Parts Name Insert Screw e Insert Screw Wrench
Torque
Shape
Suitable Insert
HNG(K)U0604 Order No. SR30M040100K 3.5N'm TT15PB TT15TB
HNG(K)U0905 Order No. SR30M040100K 3.5N'm TT15PB TT15TB

Schematic Diagram of Wiper Installation

The HNGU06/09*-GW has a total of 6 wipers available. The R-side wiper can only be used on a right-handed insert cutter, and the
L-side wiper can only be used on a left-handed insert cutter.
When using, place the wiper R/W or L/W parallel to the workpiece surface.

Use the R-side wiper on the right-handed insert cutter. Use the L-side wiper on the left-handed insert cutter.
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Recommended Cutting Data

Recommended Cutting Feed/edge fz(mm)
: Depth Ap (mm) Cutting Light ) ; .
Machined Material l_’;gar;iréasls Grade Specifications Speed  Cutting (L) Medium Cutting (M) ' Heavy Cutting (H)
Ve(m/min) MFC145/ MFC145/
MFC115 MFC145 MFC160 MFC1as MFC11s VIECYS mrcits ECHES
0.1 0.8 0.15 12 02
HNG(K)Uoe | 0.6 ! 16 (0.05:0.15) (05-1.2)  (0.1-02) (0.8-1.5) (0.15-0.25)
GPM7120 250 015 12 0.2 15 025
<
SoftSteel | SHB18O0 “grq3p5 HNGIOUOS 08 16 3 515000) (0.1-0.2) (0.81.5) (0.15:0.25) (12) | (02:03)
0.2 0.25
ANG(QUTS - — 32 - - — (015025 T | (0.2-03)
0.1 0.8 0.15 12 02
HNG(K)UO6 | 0.6 1 1.6 (0.05-0.15) (0.5-1.2) (0.1-0.2) | (0.8-1.5) (0.15-0.25)
GPM7120
Carbon Steel, HB180- 220 0.15 1.2 0.2 1.5 0.25
n AlloySteel 350 | ono32> FNGIOUOS 08 116 13 480260) (0.102) (0815) (015025 (1)  (0:203)
0.2 0.25
HNGIQUI3 | — ) 32 | — - = (015025 T (0.2:03)
0.1 0.6 0.12 1 0.15
HNG(KUoe | 06 ! 16 (0.05-0.15) (0.4-0.8) (0.06-0.18) (0.6-1.2) (0.1-0.2)
Pre- GPM7120
140 0.1 1 0.15 12 02
hardened |HRC35-45 GA4325 | HNG(UOS | 0.8 | 16 3 (100-180) (0.050.15) (0.6-1.2) (0.1-02) (0.8-1.5) (0.15-0.25)
Steel GP2115
0.15 02
ANG(UI3 - — 32 - - (0102 T (0.15:0.25
0.1 0.8 0.15 12 02
. HNGI(iuos | 06 ! 16 (0.050.15) (05-1.2)  (0.1-02) (0.8-1.5) (0.15-0.25)
Stainless GM2140
Steel 180 015 | 12 0.2 15 025
<
(Ferritic, S MB270 SPM13S HNGUOUOS 08 1 163 1 (140200) (01-02) (0815) (015025 (1)  (0.203)
Martensitic) 02 0.25
HNGKUI3 | — ) 32 ) — - ~  (015025) T (0.20.3)
M 0.1 0.6 0.12 1 0.15
HNG(K)UO6 0.6 1 16 : - ! ! !
— (0.05:0.15) (0.4-0.8) (0.06-0.18) (0.6-1.2) (0.1-0.2)
Steel GM2140 140 0.1 1 0.15 12 02
<
(Austenitic, < HB270 Gyigq3s HNGIOUOS 08 1.6 3 (100-180) (0.05-0.15) (0.6-1.2) (0.1-0.2) (0.8-1.5) (0.15-0.25)
Duplex)
0.15 0.2
ANG(UI3 - — 32 - - (0102 T (0.15:0.25
0.1 0.8 0.15 12 02
FNEEGUES | - @ t 14 (0.05-0.15) (0.5-1.2)  (0.1-0.2) | (0.8-1.5) (0.15-0.25)
Gray Cast | _ GK2115 180 015 | 12 0.2 15 | 025
ron | SHB280| Guaqp5 | HNGUQUOS | 08 | 1.6 3 (140220) (0.102) (0.81.5) (0.15025) (1-2) | (0.2-0.3)
0.2 0.25
NSRRI = =L - - ~ (015025 T (0.2:03)
0.1 0.8 0.15 12 02
HNG(KUO6 0.6 1 16 - - | - -
m Nodular Cact (0.05:0.15) (0.5-1.2)  (0.1-0.2)  (0.8-1.5) (0.15-0.25)
Iron GK4125 160 015 | 12 0.2 15 025
' <
Compact | SHB330 gyp995  HNGOUOY 08 1 1.6 3 (120200) | (0.1-0.2) (0.81.5) (0.15-0.25) (1-2) | (0.2-0.3)
Graphite iron
0.2 0.25
ANGUUI3 - — 32 - - (015025 T (0.2:03)
0.1 0.4 0.12
alNELIENEE FE ! [ (0.05-0.15) (0.3:0.7) (0.06-0.18) -
IFJEETE 40 0.1 05 0.15
re;lllsct)l;,'ng HRC30-45 GS4130 HNG(K)U0OS & 0.8 1.6 3 (30-60) (0.05-0.15) (0.3-0.8) (0.1-0.2) = =
B 0.15
HNGIU13 — 32 — — - orey  — _
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Planar Milling

HNE(M)X

Negative-type Twelve Edged Face Milling Inserts

Dimensions (mm) Coated Cemented Carbide Cemepted Cermet
Carbide
Order No. <
ggafgeszozss o g
£ € s RRIIITEFSIESIET B 5
CRRGERGE RS KCRNGE RUENCRICIRCE RCA G) G] G]
HNEX090510-KF 8.2 162 556 1.0 O O
. HNEX090520-KF 7.0 162 556 2.0
HNEX090520-KM 7.2 162 556 2.0 o0
. HNMX090520-KM 7.2 16.2 556 2.0 o o
HNEX090516-KR 7.8 16.2 556 1.6 [ BN J
HNEX090530-KR 6.2 16.2 556 3.0 [ BN J
HNMX090516-KR 7.8 16.2 556 1.6 ® O
% HNEX090502-WC 6.6 15.875 5.56 0.2 O @
Note: @Stock OAvailable Upon Order

% 1, HNEX090502-WC insert only corresponds to the MFB160 series tools.
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HNE(M)X Series Geometry

Light Cutting of Cast Iron
Materials

Medium Cutting of Cast Iron
Materials

Heavy Cutting of Cast Iron
Materials

Wiper

wC

Special geometry for light duty
machining with a large rake
angle, small land width, small
slot width, and through-slot
design.

Special geometry for medium
duty machining with a fan-
shaped anti-chip surface design
and a unique land width ratio.

Special geometry for heavy

duty machining with a large

slot width and a unique rake
face design.

A special wiper insert is used in
conjunction with an adjustable
tool clamp to achieve high
quality surface and stability.
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Planar Milling

MFB160

Mandrel Type

KDP

Fig3
‘ ‘ Dimensions (mm) MERTRI ‘ ‘ ‘ ‘ ‘
Order No. Diameter Teeth Csm'g? Matched Insert Icrlternal CITOOI Diagram WeKnght StIn k
‘ DC ‘ DCX  DCON ‘ LF ‘ KWW ‘KDP & ‘ o2 '”9‘ [ ‘ (L) ‘ o
APMX
MFB160-125R12B40-HN09 125 12/3 125 135 40 63 164 9 8 HNE(M)X0905 X v Fig1 4.51 [}
MFB160-125R15B40-HN09 125 15/3 125 135 40 63 164 9 8 HNE(M)X0905 X N Fig1 4.39 [}
MFB160-160R20C40-HN09 160 20/4 160 170 40 63 164 9 8 HNE(M)X0905 X N Fig2 669 @
MFB160-200R25C60-HN09 200 25/5 200 210 60 63 257 14 8 HNE(M)X0905 X v Fig2 983 @
MFB160-250R30C60-HN09 250 30/6 250 260 60 80 257 14 8 HNE(M)X0905 X v Fig2 1743 O
MFB160-315R40D60-HN09 315 40/8 315 325 60 80 25.7 14 8 HNE(M)X0905 X N Fig3 2437 O

@ Stock O Available Upon Order

List of tool accessories

Adjustment ~ Clamping Clamping Adjustment )
IFEITES NETmE Wedge Wedge  double-ended Screw double-ended Screw pufjusilleen Cer e
Shape
Suitable Insert
HNE(M)X0905 | Order No. CWAO02B CWAO01B SDAMO060200B SDAMO080245B AMFB1601RAB TH30LB TH40LB
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MILLING | Indexable Milling Tools

Planar Milling
MFB260 N ]
Mandrel Type ig :cm—_‘g

DCON

2N} LT I YAV ] i%iV
| | g A AL Ze! o
LI, | 7P v
|

KDP

D \‘ N I nC 1
DC E | DX |
e

Sparse-tooth Type Fig3 Figd

‘ ‘ Dimensions (mm) T ‘ ‘ ‘ ‘ ‘

Order No. Diameter Teeth C[;xttltr}? Matched Insert Icntellf_nal CITOOl Diagram Wle(lght StIn K
‘ DC ‘DCX‘DCON‘ LF ‘wa‘ kpp Dep ‘ °°'”9‘ El ‘ (K9) ‘ Ce
APMX
MFB260-063R05A22-HN09 63 5 63 72 22 40 104 6.3 8 HNE(M)X0905 X X Fig1 0.62 [ ]
MFB260-080R06A27-HN09 80 6 80 90 27 50 124 7 8 HNE(M)X0905 X X Fig1 1.31 [ ]
MFB260-100R08B32-HN09 100 8 100 110 32 50 144 8 8 HNE(M)X0905 X X Fig2 1.92 [ )
MFB260-125R12B40-HN09 125 12 125 135 40 63 16.4 9 8 HNE(M)X0905 X X Fig2 3.60 o
MFB260-160R15C40-HN09 160 15 160 170 40 63 164 9 8 HNE(M)X0905 X X Fig3 5.31 o
MFB260-200R18C60-HN09 200 18 200 210 60 63 257 14 8 HNE(M)X0905 X X Fig3 7.53 [ J
@sStock OAvailable Upon Order

Dense-tooth Type

‘ ‘ Dimensions (mm) AR ‘ ‘ ‘ ‘

. Cutting Matched  Internal Tool . Weight  In
Order No. Diameter Teeth Depth Insert Cooling ¢l Diagram KG Stock

‘ DC ‘DCX‘ DCON LF ‘ KWW ‘KDP Depth ‘ 53 ‘ welling ‘ amp‘ (<) ‘ o
MFB260-080R08A27-HN09 80 8 80 90 27 50 124 7 8 HNE(M)X0905 X X Fig1 1.29 [ )
MFB260-080R10A27-HN09 80 10 80 90 27 50 124 7 8 HNE(M)X0905 X X Fig1 1.26 [}
MFB260-100R10B32-HN09 100 10 100 110 32 50 144 8 8 HNE(M)X0905 X X Fig2 1.90 [ J
MFB260-100R14B32-HN09 100 14 100 110 32 50 144 8 8 HNE(M)X0905 X X Fig2 1.85 [ ]
MFB260-125R15B40-HN09 125 15 125 135 40 63 164 9 8 HNE(M)X0905 X X Fig2 3.55 [ ]
MFB260-125R18B40-HN09 125 18 125 135 40 63 164 9 8 HNE(M)X0905 X X Fig2 3.38 o
MFB260-160R20C40-HN09 160 20 160 170 40 63 164 9 8 HNE(M)X0905 X X Fig3 5.25 [ )
MFB260-200R25C60-HN09 200 25 200 210 60 63 257 14 8 HNE(M)X0905 X X Fig3 7.39 [ )
MFB260-250R30C60-HN0O9 250 30 250 260 60 80 257 14 8 HNE(M)X0905 X X Fig3 16.31 O
MFB260-315R40D60-HN0O9 315 40 315325 60 80 257 14 8 HNE(M)X0905 X X Figd  24.89 O
MFB260-315L40D60-HN09 315 40 315325 60 80 257 14 8 HNE(M)X0905 X X Figd  24.89 O

@Stock OAvailable Upon Order
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List of Tool Accessories

Indexable Milling Tools | MILLING

Parts Name Clamping Wedge Clamping Double-ended Screw Wrench
\
I Shape
\
Suitable Insert .
\
\
HNE(M)X0905 Order No. CWA01B SDAMO060200B TH30LB
Recommended Cutting Data
. Recommended ’ Feed/edge fz (mm)
) . Material . . . Cutting Speed
Machined Material Hardness Grade Specifications Cut/ilng depth Ve Light Cutting Meditim Heavy Cutting
[l L Cutting (M) (H)
GK2115 280 0.15 0.2 0.3
<
Gray Castlron S HB280  Gyyqp5  HNE(M)X0905 4 (180-400) (0.1-0.2) (0.1:0.3) (0.20.4)
m Nodular
CastIron GK4125 230 0.1 0.15 0.2
b <
Compact ~ SHB350 1 Groqqs | HNE(MIX0905 & (160-350) | (0.05-0.15)  (0.1-0.2)  (0.15-0.3)
Graphite Iron
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MILLING | Indexable Milling Tools

Shoulder

Milling

APM(G)1 :
Positive Double-edged Shoulder Milling Inserts
. . ) Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
Order No. o
8 8 8 3 8 288 guuge g =
~ o = S — - = | = = =
LEW1SBSD1RE§§:{E§E§§§§§§ % S
(U] (G} (U] o (U] (O] (G) © (CANURRUENG) (O] (O]
APMT1135PDER-PL 9.7 6.16 3.5 1.92 2.8 0.8 [ ) [
a APMT1604PDER-PL 149 9.26 476 2 4.6 0.8 [ I )
APMT1135PDER-PM 9.7 616 351922808 @ @ @ [ ) o 6 0 O [
APMT113504R-PM 9.7 6.16 3.5 1.92 2.8 0.4 ® O ([
APMT1604PDER-PM 149 926476 2 4608 @ @ @ [ ) e 6 0 O [ J
APMT160416R-PM 149 9.26 476 2 4.6 1.6 ® O
APMT113508-GM 9.7 6.16 3.5 1.92 2.8 0.8 O
' APMT160410-GM 149 926 476 2 4.6 1.0 O [} [ J
APMT1135PDER-PR 9.7 616 351872808 @ @ @ o o O [
a APMT1604PDER-PR 14.9 9.26 4.76 2.2 4.6 0.8 [ ) o 6 0 °
APGT1135PDFR-AL 9.7 6.16 3.5 1.92 2.8 0.8 [ J
-
APGT1604PDFR-AL 14.9 9.26 4.76 2.2 4.6 0.8 o

(o

084 __ GESAC
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APM(G)T Series Geometry

Light Cutting of Steel Parts
Materials

Medium Cutting of Steel Parts
Materials

Medium Cutting of General
Materials

Indexable Milling Tools | MILLING

Heavy Cutting of Steel
Parts Materials

Aluminum Cutting

=)
=

S—
>
=

—

\

PL

PM

GM

Light duty cutting with low
cutting resistance to achieve
better machining quality.

Under general working
conditions, to achieve high-
stability machining of steel

materials.

Under general working
conditions, to achieve high-
stability machining.

The edge has better
strength, making it suitable
for roughing.

The sharp edge, combined
with mirror polishing, is
suitable for machining
aluminum alloy materials.
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MILLING | Indexable Milling Tools

Shoulder Milling

MEA190 I

3 [yl S g : s

L [ ZENZ I

Mandrel Type E

B o ]
DC | DC 3
E

Fig1 Fig2 Fig3
R MgtfitTnum Internal Weight In

Order No. Diameter Teeth De thg Matched Insert Coolin Diagram (KGg) Stock
DC ‘DCON‘ LF ‘wa‘ KDP p 9
APMX

MEA190-040R05A16-AP11 40 5 40 16 40 8.4 5.6 9 APM(G)T1135 X Fig1 0.20 [}
MEA190-050R04A22-AP16 50 4 50 22 40 104 6.3 14 APM(G)T1604 X Fig1 0.33 [ ]
MEA190-050R06A22-AP11 50 6 50 22 40 104 6.3 9 APM(G)T1135 X Fig1 0.37 [ )
MEA190-063R05A22-AP16 63 5 63 22 50 10.4 6.3 14 APM(G)T1604 X Fig1 0.61 o
MEA190-080R06A27-AP16 80 6 80 27 50 124 7 14 APM(G)T1604 X Fig1 0.96 [ )
MEA190-100R07B32-AP16 100 7 100 32 63 14.4 8 14 APM(G)T1604 X Fig2 2.13 [ )
MEA190-125R08B40-AP16 125 8 125 40 63 16.4 9 14 APM(G)T1604 X Fig2 2.80 [ ]
MEA190-160R10C40-AP16 160 10 160 40 63 16.4 9 14 APM(G)T1604 X Fig3 3.94 o
MEA190-200R12C60-AP16 200 12 200 60 63 257 14 14 APM(G)T1604 X Fig3 7.25 o
MEA190-250R14C60-AP16 250 14 250 60 63 257 14 14 APM(G)T1604 X Fig3 1066 O

@ Stock O Available Upon Order

086 _ GESAC



Indexable Milling Tools | MILLING

Shoulder Milling

MEA190 [ z
| g
l feIN q
Cylindrical Straight Shank Type apwe |
LU
LE
Fig4
Dimensions (mm) T
Order No. Diameter Teeth CDuttlng Matched Insert Inter_nal Diagram W In Stock
epth Cooling (KG)
DC DCON LF LU
APMX
MEA190-016R02P16-AP11 16 2 16 16 120 40 9 APM(G)T1135 X Fig4 0.17 o
MEA190-016R02P16-AP11L 16 2 16 16 170 50 9 APM(G)T1135 X Fig4 0.24 [ ]
MEA190-020R02P20-AP11 20 2 20 20 160 50 9 APM(G)T1135 X Fig4 0.36 [ J
MEA190-020R03P20-AP11 20 3 20 20 160 50 9 APM(G)T1135 X Fig4 0.36 [ J
MEA190-025R02P25-AP16 25 2 25 25 160 50 14 APM(G)T1604 X Fig4 0.55 [ J
MEA190-025R03P25-AP11 25 3 25 25 160 50 9 APM(G)T1135 X Fig4 0.57 [ ]
MEA190-025R04P25-AP11 25 4 25 25 160 50 9 APM(G)T1135 X Fig4 0.56 [ J
MEA190-032R03P32-AP16 32 3 32 32 160 50 14 APM(G)T1604 X Fig4 0.90 ([ J
MEA190-032R04P32-AP11 32 4 32 32 160 80 9 APM(G)T1135 X Fig4 0.91 [ J
@Stock OAvailable Upon Order
List of Tool Accessories
Parts Name Insert Screw Recommended Torque Insert Screw Wrench
%
Shape \\
]
Suitable Insert
APM(G)T1135 Order No. SI60M025065-03509S 1.0N'm TTO7PQ —
APM(G)T1604 Order No. SI60M040089-05313S 3.5N'm TT15PB TT15TB
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MILLING | Indexable Milling Tools

Recommended Cutting Data

. Recommended . Feed/edge fz (mm)
. ; Material . . . Cutting Speed
e T L el Hardness ety SpedifeEiions Cut;m(%’l?ne)pth Ve(m/min) Light Cutting  Medium Cutting Heavy Cutting
P (L (M) (H)
0.1 0.15 0.20
223355 APMT1135 27 - (0.05-0.15) 0.1-0.2) (0.1-0.25)
5 5
<
Soft steel < HB180 GA4230 (210-290) 0 o o
GP4225 . 25 -
APMT1604 42 (0.1-0.3) (0.15-0.35) (0.2-0.4)
GA4325 0.1 0.15 0.2
A | e | A 2 0 (0.05-0.15) 0.1-0.2) (0.1-0.25)
Carbon Steel, 15184350 Ga4225
Alloy Steel (180-260)
S | APMTIG04 42 02 02 o
GP4225 : (0.1-0.3) (0.15-0.35) (0.2-0.4)
0.08 0.1 0.15
e GA4325 ~ APMT1135 27 (0.05-0.15) (0.05-0.15) 0.1-0.2)
Pre-hardene GP2115 140
Steel HRC35-45 | Gas230 (100-180)
GP4225 0.1 0.15 0.2
APMT1604 42 (0.05-0.15) (0.1-0.2) (0.1-0.25)
0.12 0.15 02
Stgitnlelss GM2140 | TMT1135 2 0 (0.1-0.2) 0.1-0.2) (0.1-0.3)
eel
<
(Ferritic, S HB70 OIS (140-220)
Martensitic) APMT1604 4.2 0.15 0.25 0.3
: (0.1-02) (0.15-0.35) (0.2-0.4)
0.1 012 0.15
Stginlelss - APMT1135 27 o (0.05-0.15) 0.1-02) 0.1-0.2)
teel
<
(Austenitic, HB270 ' GMa13s (100-180) o o "
Duplex) . - -
APMT1604 42 (0.1-02) (0.1-0.2) (0.1-03)
0.1 0.15 0.2
e o SRS 2 i (0.05-0.15) 0.1-0.2) (0.1-0.25)
rayCast | _ K2115 1
Tron S HB280  Gaqs (140-220) o o o
! 25 :
m RANTIEDS oz (0.1-0.3) (0.1-0.4) (0.2:0.5)
0.08 0.1 0.15
Nodular APMT1135 27 (0.05-0.15) (0.05-0.15) (0.1-0.2)
Cast Iron GK4125 160
S
compact |~ SHB30 - Groqis (120-200)
Graphite iron 0.1 0.15 0.2
APMT1604 42 (0.05-0.15) 0.1-0.2) (0.1-0.25)
0.08 0.1 0.15
‘ APGTT135 27 (0.05015) | (0.05:0.15) (0.1-0.2)
m AF',‘r’gg'Sc”t’: HB60-210  GN9125 > 300
0.1 0.15 02
AT a2 (0.05-0.15) (0.1-0.2) (0.1-0.25)
0.08 0.08 0.1
Heat-
resierant APMT1135 27 (0.05-0.15) (0.05-0.15) (0.05-0.15)
Alloys, | HRC30-45 = GS4130 (33‘_%0)
Titanium 0.1 0.1 0.15
Alloys APMT1604 42 (0.05-0.15) (0.05-0.15) (0.1-0.2)
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Indexable Milling Tools | MILLING

Shoulder Milling

APK(E)T :
Positive Double-edged Shoulder Milling Inserts
Dimensions (mm) Coated Cemented Carbide ng:g?égd Cermet
Orderh glzla|8lalals o ig|eiglel 8 | E
LE W1 S BS D1 RE g g 3 5 g N g é T 8 3 % é 5
O 8|0 F UV UV |06 V| UV LV UG [C] G}
APKT113504R-GL 105 7 35 2 32 04 o o ([ ]
APKT113508R-GL 105 7 35 2 32 08 @ @ ® o o
APKT160408R-GL 152 9.4 52 257 42 08 @) O O O O
APKT113504R-GM 105 7 35 2 32 04 @ @ o o e 6 o ©o
APKT113508R-GM 105 7 35 2 32 08 @ @ e 6 6 6 6 o O
APKT113516R-GM 105 7 35 2 32 16 ® O O O O O O O
APKT113532R-GM 105 7 344 36 32 32 @ @ o o e 6 0 ©°
l APKT160404R-GM 152 9.4 52 257 42 0.4 O O O O O O O
APKT160408R-GM 152 9.4 52 257 42 08 @ @ o o e 6 0 o
APKT160412R-GM 15.2 9.4 52 257 42 12 [} [ J ® 6 o O
APKT160416R-GM 152 9.4 52 257 42 16 @ @ (] o o [
APKT160432R-GM 152 9.4 52 257 42 32 @ @ [ ] o o
APKT113508R-GH 105 7 35 2 32 08 O O O
&
‘ APKT113516R-GH 105 7 35 2 32 16 @ @ e o
(@
APKT160408R-GH 152 9.4 52 257 42 08 @) O O
APKT160416R-GH 152 9.4 52 257 42 1.6 ® [ o o
APET113504R-NL 105 7 3.8 192 32 04 [ )
APET160408R-NL  15.2 9.44 4.92 264 42 0.8 [

DY

@Stock OAvailable Upon Order
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MILLING | Indexable Milling Tools

APK(E)T Series Geometry

Light Cutting of General

Medium Cutting of General

Heavy Cutting of General

Aluminum Cutting

Materials Materials Materials
e i~
GM GH NL

Light duty cutting with low
cutting resistance to achieve
better machining quality.

Under general working
conditions, to achieve high-
stability machining.

The edge has better strength,
making it suitable for roughing.

Thin sharp edge type, suitable
for aluminum alloy machining.
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Indexable Milling Tools | MILLING

Shoulder Milling

P DCON, o _DCON_ DCON
a 28]
MEB1 | [l Y T 3 [
ZA 1 S wmi) | i
Mandrel Type % . Y % e
of || W | e O
pc ¥ DC ¥ DC g
E %
Fig1 Fig2 Fig3
Dimensions (mm) WP
Order No. Diameter Teeth C[;"tt':r? Matched Insert Icntelr.nal Diagram Wel,(lght StIn K
DC ‘DCON‘ LF ‘ KWw ‘ KDP SB ooling (KG)  Stoc
APMX

MEB190-040R05A16-AP11 40 5 40 16 40 8.4 5.6 9 APK(E)T1135 v Fig1 0.21 [ ]
MEB190-050R04A22-AP16 50 4 50 22 40 10.4 6.3 14 APK(E)T1604 v Fig1 0.30 [ }
MEB190-050R07A22-AP11 50 7 50 22 40 10.4 6.3 9 APK(E)T1135 N Fig1 0.29 [}
MEB190-063R05A22-AP16 63 5 63 22 40 10.4 6.3 14 APK(E)T1604 v Fig1 0.41 [}
MEB190-063R07A22-AP11 63 7 63 22 40 10.4 6.3 9 APK(E)T1135 X Fig1 0.48 [ ]
MEB190-080R07A27-AP16 80 7 80 27 50 12.4 7 14 APK(E)T1604 v Fig1 1.00 [ ]
MEB190-080R08A27-AP11 80 8 80 27 50 124 7 9 APK(E)T1135 v Fig1 1.02 o
MEB190-100R08A32-AP16 100 8 100 32 50 14.4 8 14 APK(E)T1604 N Fig1 1.70 [ )
MEB190-100R12B32-AP11 100 12 100 32 63 14.4 8 9 APK(E)T1135 v Fig2 1.60 [ ]
MEB190-125R06B40-AP16 125 6 125 40 63 16.4 9 14 APK(E)T1604 X Fig2 2.79 [ )
MEB190-125R09B40-AP16 125 9 125 40 63 16.4 9 14 APK(E)T1604 X Fig2 2.76 [ )
MEB190-125R11B40-AP11 125 11 125 40 63 16.4 9 9 APK(E)T1135 X Fig2 2.47 [ ]
MEB190-160R10C40-AP16 160 10 160 40 63 16.4 9 14 APK(E)T1604 X Fig3 4.05 [ ]
MEB190-200R12C60-AP16 200 12 200 60 63 25.7 13 14 APK(E)T1604 X Fig3 5.97 [ ]

@Stock OAvailable Upon Order
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MILLING | Indexable Milling Tools

Shoulder Milling

MEB190 = ==
f@‘fl
Side-clamping Type e
F
Figd
‘ . ‘ lhiii= el i) Mgt)x(ti?nugm ‘Internal‘ . ‘ Weight ‘ In
Order No. ‘ Diameter ‘ Teeth bC ‘ BCON ‘ ' ‘ W Depth ‘ Matched Insert ‘ Cooling ‘Dlagram‘ (KG) ‘ Stock
APMX

MEB190-016R02W16-AP11 16 2 16 16 130 25 9 APKT1135 X Fig4 0.18 [ ]
MEB190-016R02W16-AP11L 16 2 16 16 200 50 9 APKT1135 X Fig4 0.28 [ ]
MEB190-020R02W20-AP11 20 2 20 20 130 25 9 APK(E)T1135 N Fig4 0.27 [ ]
MEB190-020R03W20-AP11 20 3 20 20 130 25 9 APK(E)T1135 v Fig4 0.26 [ )
MEB190-020R03W20-AP11L 20 3 20 20 200 50 9 APK(E)T1135 N Fig4 0.41 [}
MEB190-025R02W25-AP16 25 2 25 25 130 45 14 APK(E)T1604 v Fig4 0.41 [}
MEB190-025R02W25-AP16L 25 2 25 25 200 83 14 APK(E)T1604 N Fig4 0.65 [ ]
MEB190-025R03W25-AP11 25 3 25 25 130 28 9 APK(E)T1135 v Fig4 0.43 [ )
MEB190-025R03W25-AP11L 25 3 25 25 200 89 9 APK(E)T1135 N Fig4 0.65 [ )
MEB190-025R04W25-AP11 25 4 25 25 130 28 9 APK(E)T1135 v Fig4 0.43 [ )
MEB190-032R03W32-AP16 32 3 32 32 130 40 14 APK(E)T1604 N Fig4 0.68 [ ]
MEB190-032R03W32-AP16L 32 3 32 32 200 54 14 APK(E)T1604 v Fig4 1.12 [ ]
MEB190-032R04W32-AP11 32 4 32 32 130 30 9 APK(E)T1135 N Fig4 0.72 [ ]
MEB190-032R04W32-AP11L 32 4 32 32 200 80 9 APK(E)T1135 v Fig4 1.13 [}
MEB190-040R03W32-AP16 40 3 40 32 150 45 14 APK(E)T1604 N Fig4 0.89 [ )

@sStock OAvailable Upon Order

MEB190 i@u ]

Replaceable Tool Bit A g7 ¢
d g §
Fig5
‘ ‘ DIFISTEIRRS (i) Mgli(ti;?num ‘Internal‘ ‘ Weight ‘
Order No. Diameter Teeth D thg Matched Insert Cooli Diagram Kg In Stock
‘ DC ‘ DCSFMS DCON ‘ LF ‘ CRks ~ Dep ‘ ‘ eelling ‘ ‘ (KG)
APMX
MEB190-016R02M08-AP11 16 2 16 14.5 8.5 26 M8 9 APK(E)T1135 X Fig5 0.03 [ ]
MEB190-020R03M10-AP11 20 3 20 17.8 105 31 M10 9 APK(E)T1135 v Fig5 0.05 [ )
MEB190-025R02M12-AP16 25 2 25 23 125 35 M12 14 APK(E)T1604 N Fig5 0.08 [}
MEB190-025R03M12-AP11 25 3 25 23 125 35 M12 9 APK(E)T1135 v Fig5 0.10 [}
MEB190-025R04M12-AP11 25 4 25 23 125 35 M12 9 APK(E)T1135 v Fig5 0.10 [}
MEB190-032R03M16-AP16 32 3 32 28.5 17 43  M16 14 APK(E)T1604 v Fig5 0.18 [ ]
MEB190-032R04M16-AP11 32 4 32 28.5 17 43 M16 9 APK(E)T1135 N Fig5 0.21 [ ]
MEB190-032R05M16-AP11 32 5 32 28.5 17 43 M16 9 APK(E)T1135 v Fig5 0.21 [ ]
MEB190-035R05M16-AP11 35 5 35 28.5 17 43 M16 9 APK(E)T1135 N Fig5 0.22 [ ]

@Stock OAvailable Upon Order
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Shoulder Milling

Indexable Milling Tools | MILLING

~DCON _
g ey
. T
Helical Milling Tool - Mandrel Type ]
I o o
Figé
‘ ‘ Dimensions (mm) WU ‘ ‘ ‘ ‘
Order No. Diameter Teeth csm'tnﬁ MIatch:d Icntelr_nal Diagram W&'g?t StInk
‘ DC ‘ DCON ‘ LF ‘ KWw ‘ KDP ep ‘ nse o0ling ‘ ‘ oc
APMX
MHB190-050R03A22-AP16 50 3/9 50 22 70 104 6.3 43 APKT1604 v Figp 059 @
MHB190-050R04A22-AP11 50 4/16 50 22 70 104 6.3 39.9 APKT1135 X Fige 070 @
MHB190-063R04A27-AP16 63 416 63 27 85 124 6.3 57 APKT1604 v Fige 128 @
MHB190-063R05A27-AP11 63 520 63 27 70 124 6.3 39.9 APKT1135 J Fige 116 @
MHB190-080R05A32-AP16 80 520 80 32 85 144 7 57 APKT1604 v Fige 221 @

MHB190

@Stock OAvailable Upon Order

. . . . . B_FQ\ A—h §
Helical Milling Tool - Side Clamping Type | oy o o 8
seux
w
Fig7
‘ Dimensions (mm) Maximum ‘ ‘ ‘ ‘ ‘

Order No. Diameter Teeth CDuttTé; Matched Insert I(;]tanBI Diagram Wf('ght StInk

DC ‘ DCON LF ‘ Ly §9 ‘ ‘ ooling ‘ (KG) ‘ oc

APMX

MHB190-032R02W32-AP11 32 2/8 32 32 130 65 39.9 APKT1135 v Fig7 0.68 [ J

MHB190-040R03W32-AP11 40 3/12 40 32 130 66 39.9 APKT1135 v Fig7 0.84 [ J

List of Tool Accessories

@Stock OAvailable Upon Order

Parts Name Insert Screw Recommended Torque Insert Screw Wrench
Shape
Suitable Insert
APK(E)T1135 Order No. SI60M030072-04210S 1.8N'm TTO9PQ TT09TQ
APK(E)T1604 Order No. SI60M035080-05314S 3.0N'm TT15PB TT15TB
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MILLING | Indexable Milling Tools

Recommended Cutting Data

Material Recommended Cutting Feed/edge fz (mm)
Machined Material e Grade Specifications Cutting Depth Speed Light Medium Heavy
Ap(mm) Vc(m/min) Cutting ; Cutting
) Cutting (M) H)
0.1 0.15 0.2
APKT1135 27 (0.050.15)  (0.1-0.2) (0.1-0.25)
GA4225 180
Soft Steel < HB180
GA4230 (140-220) 02 0.25 03
APKT1604 42 0.1-03) | (015035 | (0.2-0.4)
0.1 0.15 0.2
n Carbon G425 | APKTIN3S 27 150 | (005005 (01-02) | (0.1-0.29)
Steel, Alloy = HB180-350  GA4230 i
Steel GP21Ts RAriEed &2 (0.(1)1(2).3) (0.1%-205.35) (0.2:3.4)
0.08 0.1 0.15
Pre- GA4230 APKT1135 27 130 (0.05-0.15)  (0.05-0.15  (0.1-0.2)
hardened | HRC35-45 = GA4225 90070
Steel GP2115 APKT1604 42 (90-170) 0.1 0.15 02
: (0.05-0.15)  (0.1-0.2) (0.1-0.25)
. 0.12 0.15 0.2
Stg't'g':lss GM2140 APKT1135 &7 - (0.1-0.2) (0.1-0.2) (0.1-0.3)
<
(Ferritic, < HB270 2%2;3305 (120-200) 0.15 0.25 03
M Martensitic) AR 2 01-02)  (0.15-0.35)  (0.2-0.4)
Stainless 0.1 0.12 0.15
APKT1135 27 (0.05-0.15)  (0.1-0.2) (0.1-0.2)
Steel <m0 | GM2140 160
(Austenitic, | S GM4135 (120-200) 012 015 02
Duplex) APKT1604 42 (0.1-0.2) (0.1-02) (0.1-03)
0.1 0.15 0.2
APKT1135 27
E—— vy | G215 180 (0.05-0.15) | (0.1-0.2) (0.1-0.25)
Iron = GK4125 (150-220) 0.2 0.25 03
m RAriEes g2 (0.1-0.3) (0.1-0.4) (0.2-0.5)
Nodular 0.1 0.1 0.15
Cast Iron, GKa125 APKT1135 27 120 (0.05-0.15) | (0.05-0.15) | (0.1-0.2)
Compact < HB350
ot GK2115 (100-180) 02 015 02
Iron APKT1604 4.2 (0.1-0.3) (0.1-0.2) (0.1-0.25)
0.08 0.1 0.15
. RAETTEE 2 (0.05-0.15)  (0.05:0.15) = (0.1-0.2)
Aluminum 500
HB60-210 | GN9125
Products (200-900) 0.1 0.15 0.2
APETIEDS &2 (0.05-0.15) | (0.1-0.2) (0.1-0.25)
Heat- 0.08 0.08 0.1
resistant APKT1135 27 0 (0.05-0.15)  (0.05-0.15) | (0.05-0.15)
Alloys, HRC30-45 | GS4130 (50-100)
Titanium APKT1604 4.2 0.1 0.1 0.15
Alloys (0.05-0.15) | (0.05-0.15) | (0.1-0.2)
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Indexable Milling Tools | MILLING

Shoulder Milling

RE
APEW ) .
Positive Double-edged Shoulder Milling Inserts
LE S
Dimensions (mm) Coated Cemented Carbide Cemerjted Cermet
Carbide
Order No. o
g 8 S 8 28 8gege 8 F
~ — s S — | — — | = — —
eew s Ry 3 2 288 s rdyry o2 9
(U] () (V) G] (U] (G} (G} (G} Olv OV (G} (G)

APEW100308-GH 10 7 3.18 29 0.8

@Stock OAvailable Upon Order

APEW Series Geometry

Cutting of hardness steel materials

High-precision ground surface, suitable for semi-finishing and finishing of various mould steel materials
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MILLING | Indexable Milling Tools

Shoulder Milling

MEJ190

Replaceable Tool Bit

0z 9
APMX 3 g 2
LF
_ od 2
a
> Fig!
Dimensions (mm) Maximum
Order No. Diameter Teeth C[;Jtt'g? Matched Insert Igte:'.nal Diagram V\zilg?t In Stock
DC ‘DCSFMS‘ DCON ‘ LF ‘ CRKS =~ D€P 0oling
APMX
MEJ190-017R02MO08-AP10S 17 3 17 15.5 8.5 25 8 25 APEW1003 X Fig1 0.03 [ ]
MEJ190-021R02M10-AP10 21 2 21 18 10.5 30 10 25 APEW1003 X Fig1 0.06 [}
MEJ190-021R03M10-AP10 21 3 21 18 10.5 30 10 2.5 APEW1003 X Fig1 0.06 [ ]
MEJ190-025R03M12-AP10 25 3 25 23 12.5 35 12 25 APEW1003 X Fig1 0.1 [}
MEJ190-025R04M12-AP10 25 4 25 23 12,5 35 12 25 APEW1003 X Fig1 0.1 [ ]
MEJ190-026R03M12-AP10 26 3 26 23 12.5 35 12 25 APEW1003 X Fig1 0.1 [ ]
@Stock OAvailable Upon Order
List of Tool Accessories
Parts Name Insert Screw Recommended Torque Insert Screw Wrench
Shape
Suitable Insert
A&Egﬁ? Order No. SI60M025050-035095 1.0N'm TTO7PQ
APEW1003
(DC > 20) Order No. SI60M025065-03509S 1.0N'm TT07PQ
Recommended Cutting Data
q Feed/edge fz (mm)
. ) ) Cutting Speed ‘ Insert
Machined Material Material Hardness Grade Vi) ‘ Specifications  Light Cutting Medilim Heavy Cutting
(L) Cutting (M) (H)
80 0.15 0.2 0.3
m Quenched steel HRC48-55 GH4115 (60-120) 10 (0.1-0.2) 0.1-0.3) (0.20.4)

096 _ GESAC



Shoulder Milling

ADGT =

Positive Double-edged Shoulder Milling Inserts

Dimensions (mm)

Indexable Milling Tools | MILLING

F—‘RE S
|

W1
BS

Coated Cemented Carbide

e LE W1 S BS D1 RE ﬂ E ﬁ § § 2 E ?_’ % @ g 8 § 2
HHHE E P HEHEEEEE

ADGT10T302R-SM 99 69 39 1.7 3 02 ([ ]
ADGT10T304R-SM 99 69 39 19 3 04 @) [ ]
ADGT10T308R-SM 99 69 39 2 3 08 (@) ([ ]
ADGT10T312R-SM 98 |69 |39 | 23| 3 | 12 [ ]
ADGT10T316R-SM 98 69 39 26 3 16 O [ ]
ADGT10T320R-SM 97 |69 | 89 | 29 | 3 2 [ ]
ADGT10T330R-SM 96 69 39 39 3 O [ ]
ADGT120402R-SM 123|182 | 5 | 1.7 |3&5| @2 @) [ ]
ADGT120404R-SM 123 82 5 19 395 04 O [ ]

\‘ ADGT120408R-SM 123 82 5 23 395 0.8 O [ ]
5 ADGT120412R-SM 123 82 5 23 395 1.2 O [ ]
ﬁ ADGT120416R-SM 123 82 5 27 395 1.6 O [ ]
| _ ADGT120420R-SM 123 82 5 29 395 2 O [ ]
D ADGT120430R-SM 121 82 5 39 395 3 O [
ADGT180602R-SM 172 11.2 6.4 1.7 497 0.2 [ ]
ADGT180604R-SM 172 11.2 64 19 497 04 [ ]
ADGT180608R-SM 172 11.2 64 23 497 08 O [ ]
ADGT180612R-SM 17.2 11.2 6.4 27 497 1.2 [
ADGT180616R-SM 17.1 11.2 6.4 3.2 497 1.6 [ ]
ADGT180620R-SM 17.1 11.2 6.4 3.6 497 2 O [ ]
ADGT180630R-SM 169 11.2 64 5 497 3 O [ ]
ADGT180640R-SM 169 11.2 64 5 497 4 [ ]
ADGT180650R-SM 16.8 11.2 6.4 57 497 5 O [ ]

@Stock OAvailable Upon Order
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MILLING | Indexable Milling Tools

ADGT Series Geometry

Cutting of titanium alloy workpieces

h
I

—

|

Cutting with low cutting resistance to obtain better machining quality.
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Indexable Milling Tools | MILLING

Shoulder Milling

% DCON

MET190 Lt
Mandrel Type Z 3
DC é
E

Fig1 Fig2 Fig3
‘ ) ‘ Bl S ) MCaL)J(ti?nugm ‘Internal‘ . ‘ Weight ‘ In

Order No. ‘ Dlameter‘ Teeth be ‘ CON ‘ ' ‘ W ‘ «op  Depth ‘Matched Insert Cooling Diagram ‘ (KG) ‘ Stock
APMX
MET190-040R04A16-AD18 40 4 40 16 40 8.4 5.6 16 ADGT1806 X Fig1 0.18 [ J
MET190-050R05A22-AD12 50 5 50 22 40 10.4 6.3 11 ADGT1204 v Fig1 0.34 o
MET190-050R07A22-AD12 50 7 50 22 40 10.4 6.3 11 ADGT1204 v Fig1 0.31 o
MET190-050R04A22-AD18 50 4 50 22 40 10.4 6.3 16 ADGT1806 v Fig1 0.29 [ ]
MET190-050R05A22-AD18 50 5 50 22 40 104 6.3 16 ADGT1806 v Fig1 0.27 [ ]
MET190-052R04A22-AD18 52 4 52 22 40 10.4 6.3 16 ADGT1806 v Fig1 0.29 [ ]
MET190-063R08A22-AD10 63 8 63 22 40 10.4 6.3 9 ADGT10T3 v Fig1 0.53 [ J
MET190-063R06A22-AD12 63 6 63 22 40 10.4 6.3 11 ADGT1204 v Fig1 0.51 [ ]
MET190-063R08A22-AD12 63 8 63 22 40 10.4 6.3 11 ADGT1204 N Fig1 0.48 [ ]
MET190-063R05A22-AD18 63 5 63 22 40 10.4 6.3 16 ADGT1806 Vv Fig1 0.49 [ ]
MET190-063R06A22-AD18 63 6 63 22 40 10.4 6.3 16 ADGT1806 v Fig1 0.46 [ J
MET190-066R05A22-AD18 66 5 66 22 40 10.4 6.3 16 ADGT1806 v Fig1 0.54 [ J
MET190-080R07A27-AD12 80 7 80 27 50 124 7 11 ADGT1204 Vv Fig1 1.1 [ J
MET190-080R10A27-AD12 80 10 80 27 50 12.4 7 11 ADGT1204 v Fig1 1.07 o
MET190-080R06A27-AD18 80 6 80 27 50 124 7 16 ADGT1806 v Fig1 1.09 [ J
MET190-080R08A27-AD18 80 8 80 27 50 12.4 7 16 ADGT1806 v Fig1 1.04 [ J
MET190-100R08B32-AD12 100 8 100 32 50 14.4 8 11 ADGT1204 X Fig2 1.47 [ J
MET190-100R12B32-AD12 100 12 100 32 50 14.4 8 11 ADGT1204 X Fig2 1.43 [ J
MET190-100R07B32-AD18 100 7 100 32 50 14.4 8 16 ADGT1806 X Fig2 1.46 [ J
MET190-100R09B32-AD18 100 9 100 32 50 14.4 8 16 ADGT1806 X Fig2 1.41 [ J
MET190-125R08B40-AD18 125 8 125 40 63 16.4 9 16 ADGT1806 X Fig2 2.96 o
MET190-125R11B40-AD18 125 11 125 40 63 16.4 9 16 ADGT1806 X Fig2 2.88 o
MET190-160R09C40-AD18 160 9 160 40 63 16.4 9 16 ADGT1806 X Fig3 4.41 o
MET190-160R12C40-AD18 160 12 160 40 63 16.4 9 16 ADGT1806 X Fig3 4.31 [ ]
@ Stock O Available Upon Order
Mandrel Type-unequal Teeth
‘ 5 ‘ Dimensions (mm) Mgzl(ti?nugm ‘Internal‘ f ‘Weight ‘ In
Order No. Diameter Teeth oc ‘ CON ‘ F ‘ ww ‘ KOP Depth ‘Matched Insert Cooling Dlagram‘ (KG)  stock
APMX

MET190-125R08B40-AD18U 125 8 125 40 63 16.4 9 16 ADGT1806 X Fig2 2.96 [}
MET190-160R10C40-AD18U 160 10 160 40 63 16.4 9 16 ADGT1806 X Fig3 4.37 [ J
MET190-200R10C60-AD18U 200 10 200 60 63 25.7 14 16 ADGT1806 X Fig3 7.23 [ J
MET190-250R14C60-AD18U 250 14 250 60 63 25.7 14 16 ADGT1806 X Fig3 10.65 O
MET190-315R18D60-AD18U 315 18 315 60 80 25.7 14 16 ADGT1806 X Fig3 18.06 O

@ Stock O Available Upon Order
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MILLING | Indexable Milling Tools

Shoulder Milling

MET190 1=
= °
Cylindrical Straight Shank Type Amia—
LF
Figa
Order No. Diameter Teeth pimensions (mm) Cul\:lt?r)l(é;mt;]er;th Mlitsc;id Icr:)tce)Irirr]ngl‘ Diagram W(i'g)ht ‘In Stock
DC ‘ DCON ‘ LF ‘ LU APMX ‘ ‘
MET190-016R02P16-AD10 16 2 16 16 100 30 9 ADGT10T3 v Fig4 0.12 [ J
MET190-016R02P16-AD10L 16 2 16 16 170 50 9 ADGT10T3 v Fig4 0.21 o
MET190-016R02P16N-AD10 16 2 16 16 100 - 9 ADGT10T3 v Fig4 0.12 [ ]
MET190-018R02P16-AD10 18 2 18 16 170 40 9 ADGT10T3 v Fig4 0.22 o
MET190-020R02P20-AD10 20 2 20 20 100 30 9 ADGT10T3 v Fig4 0.20 o
MET190-020R02P20-AD10L 20 2 20 20 150 40 9 ADGT10T3 v Fig4 0.31 o
MET190-020R03P20-AD10S 20 3 20 20 80 25 9 ADGT10T3 v Fig4 0.16 [ J
MET190-020R03P20-AD10 20 3 20 20 150 20 9 ADGT10T3 v Fig4 0.31 [ J
MET190-020R03P20-AD10L 20 3 20 20 200 50 9 ADGT10T3 v Fig4 0.41 [ J
MET190-020R02P20-AD12 20 2 20 20 100 40 11 ADGT1204 v Fig4 0.19 [ J
MET190-020R02P20-AD12L 20 2 20 20 170 60 (N ADGT1204 v Fig4 0.33 [ J
MET190-025R03P25-AD10 25 3 25 25 100 30 9 ADGT10T3 v Fig4 0.31 [ J
MET190-025R03P25-AD10L 25 3 25 25 150 40 9 ADGT10T3 v Fig4 0.48 [ J
MET190-025R04P25-AD10L 25 4 25 25 200 50 9 ADGT10T3 v Fig4 0.64 [ J
MET190-025R02P25-AD12 25 2 25 25 100 40 (N ADGT1204 v Fig4 0.30 [ J
MET190-025R02P25-AD12L 25 2 25 25 200 60 1 ADGT1204 J Fig4 0.64 [ J
MET190-025R03P25-AD12 25 3 25 25 100 40 " ADGT1204 v Fig4 0.29 [ J
MET190-025R03P25-AD12L 25 3 25 25 200 60 11 ADGT1204 v Fig4 0.62 [ ]
MET190-032R04P32-AD10 32 4 32 32 100 30 9 ADGT10T3 N Fig4 0.54 [ ]
MET190-032R04P32-AD10L 32 4 32 32 150 40 9 ADGT10T3 v Fig4 0.83 o
MET190-032R05P32-AD10L 32 5 32 32 200 50 9 ADGT10T3 N Fig4 1.1 [ ]
MET190-032R03P32-AD12 32 3 32 32 110 50 11 ADGT1204 v Fig4 0.57 o
MET190-032R03P32-AD12L 32 3 32 32 210 80 11 ADGT1204 v Fig4 1.14 o
MET190-032R04P32-AD12 32 4 32 32 110 50 11 ADGT1204 v Fig4 0.56 o
MET190-032R04P32-AD12L 32 4 32 32 210 80 11 ADGT1204 v Fig4 1.13 [ ]
MET190-032R02P32-AD18 32 2 32 32 110 50 16 ADGT1806 v Fig4 0.56 [ J

@sStock OAvailable Upon Order
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Indexable Milling Tools | MILLING

Shoulder Milling

MET190

Cylindrical Straight Shank Type

F_cg
4

[a
®
APMX |

LU

LF

Figa
Continued
Order No. Diameter Teeth pimensions (mm) Cu'\tnt?r:(lnguen;th Mlitsc::d Icnotglrirrlzl Diagram W(?('(gs)h  In Stock
DC ‘ DCON ‘ LF ‘ LU APMX
MET190-032R02P32-AD18L 32 2 32 32 210 80 16 ADGT1806 N Fig4 1.13 [ ]
MET190-032R03P32-AD18 32 3 32 32 110 50 16 ADGT1806 v Fig4 0.54 [ )
MET190-032R03P32-AD18L 32 3 32 32 210 80 16 ADGT1806 N Fig4 1.10 [ ]
MET190-035R03P32-AD12 35 3 35 32 160 - 1 ADGT1204 v Fig4 0.91 [ )
MET190-035R03P32-AD12L 35 3 35 32 250 - 1 ADGT1204 N Fig4 1.45 [ ]
MET190-035R04P32-AD12 35 4 35 32 160 - 11 ADGT1204 v Fig4 0.90 [ ]
MET190-035R04P32-AD12L 35 4 35 32 250 - 11 ADGT1204 N Fig4 1.43 [ ]
MET190-040R03P32-AD18 40 3 40 32 160 = 16 ADGT1806 v Fig4 0.96 [ ]
MET190-040R03P32-AD18L 40 3 40 32 250 - 16 ADGT1806 N Fig4 1.49 [ )
MET190-040R04P32-AD18 40 4 40 32 160 = 16 ADGT1806 v Fig4 0.93 [}
MET190-040R04P32-AD18L 40 4 40 32 250 - 16 ADGT1806 N Fig4 1.46 [}

@ Stock O Available Upon Order
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MILLING | Indexable Milling Tools

Shoulder Milling

MET190

Replaceable Tool Bit > O 9 gz 2
al
Fig5
; Dimensions (mm) M(?L)J(ti?nugm Internal . Weight In
Order No. Diameter Teeth oC ‘ DCSEMS ‘ BCON ‘ ' ‘ ks Depth Matched Insert Cooling Diagram (KG) | stock
APMX

MET190-016R02M08-AD10 16 2 16 15 8.5 28 M08 9 ADGT10T3 X Fig5 0.03 [ ]
MET190-020R02M10-AD12 20 2 20 18 10.5 28 M10 11 ADGT1204 Vv Fig5 0.04 [ )
MET190-025R03M12-AD12 25 3 25 23 12,5 35 M12 1 ADGT1204 Vv Fig5 0.09 [ )
MET190-032R03M16-AD12 32 3 32 30 17 40 M16 11 ADGT1204 v Fig5 0.19 [ )
MET190-032R04M16-AD12 32 4 32 30 17 40 M16 1 ADGT1204 J Fig5 0.18 [ )
MET190-032R02M16-AD18 32 2 32 30 17 45  M16 16 ADGT1806 v Fig5 0.21 [ ]
MET190-032R03M16-AD18 32 3 32 30 17 45  M16 16 ADGT1806 Vv Fig5 0.19 [ ]
MET190-040R04M16-AD12 40 4 40 30 17 40 M16 11 ADGT1204 v Fig5 0.25 @
MET190-040R04M20-AD12 40 4 40 37 21 45 M20 11 ADGT1204 N Fig5 0.37 @
MET190-040R05M16-AD12 40 5 40 30 17 40 M16 11 ADGT1204 V Fig5 0.24 [ )
MET190-040R05M20-AD12 40 5 40 37 21 45  M20 11 ADGT1204 Vv Fig5 0.35 [ J
MET190-040R03M16-AD18 40 3 40 30 17 45  M16 16 ADGT1806 v Fig5 0.26 [ J
MET190-040R03M20-AD18 40 3 40 37 21 45  M20 16 ADGT1806 v Fig5 0.34 [ J
MET190-040R04M16-AD18 40 4 40 30 17 45  M16 16 ADGT1806 v Fig5 0.23 [}
MET190-040R04M20-AD18 40 4 40 37 21 45  M20 16 ADGT1806 v Fig5 0.32 [ ]

@ Stock O Available Upon Order
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List of Tool Accessories

Indexable Milling Tools | MILLING

Parts Name Insert Screw REFOMITET: E1 Insert Screw Wrench
Torque
.
~
~
~__ Shape
.
.
Suitable Insert ~
~
~
SN
ADGT10T3 Order No. SI60M025065-03610IS 1.2 TIO7PB -
ADGT1204
(DC20-DC25) Order No. SI60M035069-048051B 3 TIT0PB -
ADGT1204
(DC32-DC35) Order No. SI60M035080-048051B 3 TIT0PB -
ADGT1204
(DC = 40) Order No. SI60M035090-048061B 3 TI10PB TI10TB
ADGT1806 Order No. SI60M045100-062121B 5 TI20PB TI20TB
Recommended Cutting Data
. Recommended :
Machined Material WEIEEL Grade Specifications Cutting Depth QUi Speed Feed/edge fz (mm)
Hardness Ve(m/min)
Ap(mm)
ADGT10T3 2
Stainless Steel 160 012
( Ferritic, < HB270 GM4240 ADGT1204 3 :
o (120-200) (0.1-0.2)
Martensitic)
ADGT1806 4
ADGT10T3 2
Stainless Steel 160 01
o < .
(Austenitic, HB270 GM4240 ADGT1204 3 (120-200) (0.05-0.15)
Duplex)
ADGT1806 4
ADGT10T3 2
Heat-resistant 50 01
Alloys, Titanium HRC30-45 GSM7130 HRC30-45 GSM7130 (20-80) (0.05.0.15)
Alloys
ADGT1806 4
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MILLING | Indexable Milling Tools

Shoulder Milling

SDKT vy

Positive-type Four Edged Shoulder Milling Inserts

D1

N

Ic \RE
Dimensions (mm) Coated Cemented Carbide Cameiies Cermet
Carbide
Order No. o
glelglSlgle 598 & | E
~ — =< | = — = | — | & hy —
LE IC S BS D1 RE g } } E SN g g I U % % o
CRRCE RUR SN RCANCHRCERCERCHRURRCART) G} [G]
SDKT14T3PEER-GL  13.12 13.92 39 25 41 08 @ @ e 6 ¢ 606 0 0 O
SDKT14T3PEER-GM  13.12 13.92 396 25 41 08 @ @ e 6 ¢ 6 0 0 0 O
SDKT14T3PEER-GH 13.12 1392 396 25 4.1 0.8 [ ] [ [ BN ]

@Stock OAvailable Upon Order
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SDKT Series Geometry

Light Cutting of General Materials

Medium Cutting of General Materials

Indexable Milling Tools | MILLING

Heavy Cutting of General Materials

Light duty cutting with low cutting resistance to
achieve better machining quality.

Under general working conditions, to achieve
high-stability machining.

The edge has better strength, making it suitable
for roughing.
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MILLING | Indexable Milling Tools

Shoulder Milling

MES190

Mandrel Type

Sparse-tooth Type

. 5 Maximum
Order No. ‘ Diameter‘ Teeth pimensions (mm) %J;Liphg ‘?;2{.?3‘ Matched Insert‘Diagram‘ W(f('g)ht ‘ StI:ck
‘ ‘ DC ‘ DCON ‘ LF ‘ KwWw ‘ KDP APMX ‘ ‘

MES190-050R04A22-SD14 50 4 50 22 40 10.4 6.3 10 v SDKT14T3 Fig1 0.27 [ ]
MES190-063R05A22-SD14 63 5 63 22 40 10.4 6.3 10 v SDKT14T3 Fig1 0.38 [ ]
MES190-080R06A27-SD14 80 6 80 27 50 12.4 7 10 v SDKT14T3 Fig1 0.91 [ ]
MES190-100R07B32-SD14 100 7 100 32 50 14.4 8 10 X SDKT14T3 Fig2 1.29 [ ]
MES190-125R08B40-SD14 125 8 125 40 63 16.4 9 10 X SDKT14T3 Fig2 2.48 [ ]
MES190-160R08C40-SD14 160 8 160 40 63 16.4 9 10 X SDKT14T3 Fig3 4.36 O
MES190-200R10C60-SD14 200 10 200 60 63 25.7 14 10 X SDKT14T3 Fig3 6.61 [ J
MES190-250R12C60-SD14 250 12 250 60 63 25.7 14 10 X SDKT14T3 Fig3 8.76 O
MES190-315R15D60-SD14 315 15 315 60 80 25.7 14 10 X SDKT14T3 Fig4 16.87 O

@Stock OAvailable Upon Order

Dense-tooth Type

‘ ; ‘ Uttt M(‘Zatj(ti?i]nugm ‘Internal‘ Matched ‘ . ‘ Weight ‘ In

Order No. ‘ Dlameter‘Teeth be ‘ CON ‘ " ‘ W ‘ ‘o Depth  Cooling Insert Dlagram‘ (KG) ‘ Stock

APMX

MES190-050R05A22-SD14 50 5 50 22 40 10.4 6.3 10 N SDKT14T3 Fig1 0.26 [ ]
MES190-063R06A22-SD14 63 6 63 22 40 10.4 6.3 10 v SDKT14T3 Fig1 0.40 [ )
MES190-080R08A27-SD14 80 8 80 27 50 12.4 7 10 N SDKT14T3 Fig1 0.90 [ )
MES190-100R08B32-SD14 100 8 100 32 50 14.4 8 10 X SDKT14T3 Fig2 1.23 [}
MES190-125R10B40-SD14 125 10 125 40 63 16.4 9 10 X SDKT14T3 Fig2 2.40 [}
MES190-160R12C40-SD14 160 12 160 40 63 16.4 9 10 X SDKT14T3 Fig3 4.13 [ ]
MES190-200R16C60-SD14 200 16 200 60 63 25.7 14 10 X SDKT14T3 Fig3 6.61 [ J
MES190-250R18C60-SD14 250 18 250 60 63 25.7 14 10 X SDKT14T3 Fig3 8.53 O
MES190-315R24D60-SD14 315 24 315 60 80 25.7 14 10 X SDKT14T3 Fig4 16.47 O

@Stock OAvailable Upon Order
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Indexable Milling Tools | MILLING

Shoulder Milling

\}\ il
MES190 - ——
ol I==—_1
Side Clamping type/cylindrical Straight semx ]|
LU
Shank Type .
i B ==
Fig5 g — — §
z j—
ok I =" 4
sewc ||
Ly
LF
Dimensions (mm) Maximum
Order No. Diameter Teeth CI:;JttItnr? MIatch:d Igte:""al Diagram WeKlght In Stock
DC ‘ DCON ‘ LF ‘ LU ep e colng ey
APMX
MES190-040R03P20-SD14 40 3 40 20 120 60 10 SDKT14T3 v Fig4 0.42 O
MES190-040R03W32-SD14 40 3 40 32 160 62 10 SDKT14T3 v Fig5 0.96 [ )
MES190-040R04W32-SD14 40 4 40 32 160 62 10 SDKT14T3 N Fig5 0.98 [ ]
MES190-050R04W32-SD14 50 4 50 32 160 76 10 SDKT14T3 v Fig5 1.25 [ ]
MES190-050R05W32-SD14 50 5 50 32 160 76 10 SDKT14T3 v Fig5 1.25 [ ]
@Stock OAvailable Upon Order
List of Tool Accessories
Parts Name Insert Screw Recommended Torque Insert Screw Wrench
~.
g Shape
Suitable Insert ~
~.
SDKT14T3 Order No. SI60M035100-05018IS 3.0N'm TIN15PB TI15TB
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MILLING | Indexable Milling Tools

Recommended Cutting Data

. Recommended . Feed/edge fz (mm)
. ; Material . . . Cutting Speed
Machined Material T et Grade  Specifications Cut;mg Depth iy Light Cutting Medium Cutting Heavy Cutting
p(mm) (L) (M) (H)
GPM7120
180 02 0.25 03
<
SoftSteel < HB180 = GA4225 = SDKT14T3 3 (140220, 0103 015035 004
GA4230
GPM7120
Carbon Steel, GA4225 150 0.2 025 03
n Alloy Steel  1B180-350  Gagp3g | SDKT14T3 - (110-190) (0.1:0.3) (0.15-0.35) (0.2:0.4)
GP2115
GPM7120
Pre-hardened GA4230 150 0.1 0.15 0.2
steel | HRC3545 Gauops | SDKT14T3 3 (110-190) (0.05-0.15) (0.1-0.2) (0.1-03)
GP2115
Stainless Steel GM2140
St 140 0.12 0.15 0.2
(Ferritic, < HB270 = GM4135  SDKT14T3 3
Moy S (100-180) (0.1-02) 0.1-0.2) (0.1-03)
Stainless Steel
St GM2140 120 0.1 0.15 0.2
<
(hustenitic, | SHB270 Guaras | SPKTTT 3 (80-160) (0.05-0.15) 0.1-0.2) (0.1-03)
uplex)
GK2115 180 0.2 025 03
<
fergy Caetilion S HEED | Gragas | SRLUIATE g (140-220) (0.1-03) (0.1-0.4) (0.2-0.5)
Nodular Cast
GK4125 140 0.1 0.15 02
Iron, Compact < HB350 SDKT14T3 3
Crntitaran GK2115 (100-180) (0.05-0.15) (0.1-0.2) (0.1-0.25)
Heat-resistant
Alloys, 40 0.1 0.1 0.15
E et | RS @D | ST g (30-60) (0.05.0.15) (0.05-0.15) (0.1-0.2)
Alloys
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Shoulder Milling

S
Positive Double-edged Shoulder Milling Inserts for Aluminum
. . . Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
Order No. 5 § ﬁ 8 ﬁ w8 g g v o 9 E
~ — = g - — = - — =
LE W1 S D1 RE g g } E SN g g S ¢ 3 § % o
(UGN [T} O U (G] (G} (G] (U] (G] (U] (G}
XDHT190402FR-AL 19 95 476 46 0.2 [
XDHT190404FR-AL 19 950 4.76 4.6 0.4 [
XDHT190408FR-AL 19 95 4.76 46 0.8 [
XDHT190412FR-AL 19 950 4.76 46 1.2 [
XDHT190420FR-AL 19 95 476 4.6 2.0 [ J
XDHT190432FR-AL 19 95 476 4.6 3.2 ()
XDHT190440FR-AL 19 95 476 4.6 4.0 [ J
XDHT190450FR-AL 19 9.5 476 4.6 5.0 ()

@sStock OAvailable Upon Order

XDHT Series Geometry

General Cutting of Aluminum Materials

30
——

]
8

¥

AL

Large rake angle, sharp edge, light cutting, polished surface, good chip removal.
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Shoulder Milling

—DCON _,
MEH190 ]

Mandrel Type 4 3

o 1| A ]

g :

Dc E

Fig1 Fig2
Dimensions (mm) Maximum
Order No. Diameter Teeth %‘m?hg Matched Insert Icntelr'nal Diagram Winght StIn K
DC ‘ DCON ‘ LF ‘ Kww ‘ KDP ep ooling (KG)  Stoc
APMX

MEH190-040R03A16-XD19 40 3 40 16 50 8.4 5.6 18 XDHT1904(RE < 4) X Fig1 0.23 [}
MEH190-050R04A22-XD19 50 4 50 22 50 10.4 6.3 18 XDHT1904(RE < 4) X Fig1 0.35 [}
MEH190-063R04A22-XD19 63 4 63 22 50 10.4 6.3 18 XDHT1904(RE < 4) X Fig1 0.56 [ ]
MEH190-063R05A22-XD19 63 5 63 22 50 10.4 6.3 18 XDHT1904(RE < 4) X Fig1 0.58 [ ]
MEH190-080R04A27-XD19 80 4 80 27 50 12.4 7 18 XDHT1904(RE < 4) X Fig1 0.92 [ J
MEH190-080R05A27-XD19 80 5 80 27 50 12.4 7 18 XDHT1904(RE < 4) X Fig1 0.86 [ J
MEH190-100R05B32-XD19 100 5 100 32 50 14.4 8 18 XDHT1904(RE < 4) X Fig2 1.39 [ J
MEH190-100R08B32-XD19 100 8 100 32 50 14.4 8 18 XDHT1904(RE < 4) X Fig2 1.52 [ ]
MEH190-125R05B40-XD19 125 5 125 40 63 16.4 9 18 XDHT1904(RE < 4) X Fig2 2.59 [ J
MEH190-125R06B40-XD19 125 6 125 40 63 16.4 9 18 XDHT1904(RE < 4) X Fig2 2.53 [ J

@Stock OAvailable Upon Order
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Shoulder Milling

MEH190

Cylindrical Straight Shank Type

Indexable Milling Tools | MILLING

|

[=]

DCON

B
o
=
<

LU

LF

Fig3
‘ ‘ Dimensions (mm) AR ‘ ‘ ‘ ‘
Order No. Diameter Teeth Guidding Matched Insert ‘”ter,”a' Diagram sl In Stock
Depth Cooling (KG)
DC DCON LF LU
APMX
MEH190-025R02P25-XD19 25 2 25 25 121 50 18 XDHT1904(RE < 4) X Fig3 0.38 [ ]
MEH190-025R02P25-XD19L 25 2 25 25 165 63 18 XDHT1904(RE < 4) X Fig3 0.54 [ ]
MEH190-032R02P32-XD19S 32 2 32 32 125 65 18 XDHT1904(RE < 4) X Fig3 0.64 [ ]
MEH190-032R02P32-XD19 32 2 32 32 165 80 18 XDHT1904(RE < 4) X Fig3 0.88 [ ]
MEH190-032R02P32-XD19L 32 2 32 32 190 100 18 XDHT1904(RE < 4) X Fig3 1.07 [ J
MEH190-032R03P32-XD19S 32 3 32 32 125 65 18 XDHT1904(RE < 4) X Fig3 0.65 [ ]
MEH190-032R03P32-XD19 32 3 32 32 165 80 18 XDHT1904(RE < 4) X Fig3 0.89 [ ]
MEH190-032R03P32-XD19L 32 3 32 32 190 100 18 XDHT1904(RE < 4) X Fig3 1.03 [ ]
@Stock OAvailable Upon Order
Replaceable Tool Bit o2
¥ g =
o g %
O
al
Figd
‘ ‘ Dimensions (mm) MET T ‘ ‘ ‘ ‘
Order No. Diameter Teeth CDuttThg Matched Insert I(|:1te:'.nal Diagram Wi‘ght StIn K
DCX ‘ DCON ‘ DCSFMS ‘ LF ‘ CRKS ~ °¢€P ‘ ‘ ooling ‘ (KG) ‘ oc
APMX
MEH190-025R02M12-XD19 25 2 25 12.5 24 45 M12 18 XDHT1904(RE < 4) X Fig4 0.20 [ )
MEH190-032R03M16-XD19 32 3 32 17 29 52 M16 18 XDHT1904(RE < 4) X Fig4 0.35 [ ]
MEH190-040R03M16-XD19 40 3 40 17 32 52 M16 18 XDHT1904(RE < 4) X Fig4 0.55 [ J

Note: % RE represents the corner radius.

@Stock OAvailable Upon Order
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Shoulder milling

MEH190

Integrated-HSK63A

7]
o
APMX_|

DC
DCON

=
[ ]

o

LU

LF

Fig5
‘ ‘ Dimensions (mm) (MR ‘ ‘ ‘ ‘
Order No. Diameter Teeth C[;'tt'ng Matched Insert Inter_nal Diagram Bsigiie
epth Cooling (KG)  Stock
DC DCON LF LU
APMX
MEH190-025R02HA63-XD19S 25 2 25 63 90 50 18 XDHT1904(RE < 4) X Fig5 0.85 [ ]
MEH190-025R02HA63-XD19 25 2 25 63 100 63 18 XDHT1904(RE < 4) X Fig5 0.86 [ ]
MEH190-032R02HA63-XD19S 32 2 32 63 100 63 18 XDHT1904(RE < 4) X Fig5 1.00 [ ]
MEH190-032R02HA63-XD19 32 2 32 63 120 80 18 XDHT1904(RE < 4) X Fig5 1.10 [ ]
MEH190-032R03HA63-XD19S 32 3 32 63 100 63 18 XDHT1904(RE < 4) X Fig5 1.00 [ ]
MEH190-032R03HA63-XD19 32 3 32 63 120 80 18 XDHT1904(RE < 4) X Fig5 1.10 [ ]
MEH190-040R03HA63-XD19S 40 3 40 63 100 63 18 XDHT1904(RE < 4) X Fig5 1.20 [ ]
MEH190-040R03HA63-XD19 40 3 40 63 120 80 18 XDHT1904(RE < 4) X Fig5 1.30 [ ]
@Stock OAvailable Upon Order
List of Tool Accessories
Parts Name Insert Screw RECeImImETElE Insert Screw Wrench
Torque
Shape
Suitable Insert
XDHT1904 Order No. SI60M040075-05505WW 3.5N'm TT15PB TT15TB

Recommended Cutting Data

. Recommended . Feed/edge fz (mm)
) . Material q q q Cutting Speed
Machined Material MRS Grade Specifications CutEn(g De)pth Vit Light Cutting | Medium Heavy
(AL L Cutting (M) Cutting (H)
Aluminum 0.15 0.2 0.3
- =
m Product HB60-210 GN9125 XDHT1904 7 300 (0.1-0.2) (0.1-0.3) (0.2-0.4)
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Shoulder Milling

XPHT

General Shoulder Milling Inserts

Indexable Milling Tools | MILLING

Dimensions (mm) Coated Cemented Carbide Cemer)ted Cermet
Carbide
Order No. o
8 88 8 8 288 geoge g Z
~ = = o~ = = — — = =
Lo owros B DL RS ZE S EEEESEFEoOE S
(GG U] % V|V | lo|lv |l uVulou|lGE G} [G]
XPHT160408T 14.9 953 476 2 4.65 0.8 O
XPHT160412T 149 953 476 2 465 1.2 O

@Stock OAvailable Upon Order

GESAC _ 113
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Shoulder Milling

ANKX i

RE S

T

Negative-type Four Edged Shoulder Milling Inserts L @ i °| By
w1
Dimensions (mm) Coated Cemented Carbide Cemented Cermet
Carbide
Order No. o
Lejwi | s o1 RESSISISIEIE 812 83 0|58 2 |8
O U v | § BV U p U|lLO U UV U [G] G}
ANKX120704R-GL  11.6 10 8 43 04 @ O [ ) o O O O
ANKX160708R-GL 152 11.2 79 52 0.3 O [ ] O O O O
ANKX120708R-GM  11.2 10 8 43 08 @ O ® O O @ O O
ANKX160708R-GM 152 112 79 52 08 @ @ ® & O e 6 0 ©o
ANKX160716R-GM 144 112 79 52 16 @ @ O o O e O
ANKX160716R-GH 144 112 7.9 52 1.6 [ ] o O [ J
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ANKX Series Geometry

Light Cutting of General Materials

Medium Cutting of General Materials

Indexable Milling Tools | MILLING

Heavy Cutting of General Materials

GL

GH

Light duty cutting with low cutting resistance to
achieve better machining quality.

Under general working conditions, to achieve
high-stability machining.

The edge has better strength, making it suitable
for roughing.
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Shoulder Milling

% D_CQN_‘ nD_ DCON o DCON
0| b oy g oy
| |
M E c 1 90 7z ZZ/mas| i 1]
|
Mandrel Type T 5
e || A o | Cl
DC g DC DC
Fig1 Fig2 Fig3
‘ ‘ Dimensions (mm) MU ‘ ‘ ‘ ‘
Order No. Diameter Teeth %’tt'tnr? Matched Insert Icntelr.nal Diagram WeKnght StIn K
DC ‘ DCON  LF ‘ wa‘ kpp  Dep ‘ ‘ o '”9‘ ‘ (KG) ‘ CC
APMX
MEC190-050R04A22-AN12 50 4 50 22 40 10.4 6.3 9 ANKX1207 N Fig1 0.30 [ ]
MEC190-050R04A22-AN16 50 4 50 22 40 10.4 6.3 14 ANKX1607 v Fig1 0.31 (]
MEC190-063R05A22-AN12 63 5 63 22 40 10.4 6.3 9 ANKX1207 N Fig1 0.49 [ J
MEC190-063R05A22-AN16 63 5 63 22 40 10.4 6.3 14 ANKX1607 v Fig1 0.47 [ ]
MEC190-080R05A27-AN16 80 5 80 27 50 124 7 14 ANKX1607 v Fig1 0.88 [ ]
MEC190-080R06A27-AN16 80 6 80 27 50 12.4 7 14 ANKX1607 v Fig1 0.88 [ ]
MEC190-100R07B32-AN16 100 7 100 32 50 14.4 8 14 ANKX1607 v Fig2 1.34 [ ]
MEC190-100R08B32-AN16 100 8 100 32 50 14.4 8 14 ANKX1607 v Fig2 1.31 [ ]
MEC190-125R10B40-AN16 125 10 125 40 63 16.4 9 14 ANKX1607 v Fig2 2.83 [ ]
MEC190-160R12C40-AN16 160 12 160 40 63 16.4 9 14 ANKX1607 X Fig3 4.03 o
MEC190-200R14C60-AN16 200 14 200 60 63 25.7 14 14 ANKX1607 X Fig3 5.98 o
@Stock OAvailable Upon Order
MEC1 ° o
g g
[a]
- - [EIAN
Side-clamping Type ]
LU
LE
Figd
‘ ‘ Dimensions (mm) Maximum ‘ ‘ ‘
Order No. Diameter Teeth Csjtt';? Matched Insert Igte:'_nal Diagram W?(gaht StIn K
‘ DC ‘ DCON LF ‘ LU ep ‘ ‘ ooling (KG) ‘ oc
APMX
MEC190-032R02W32-AN12 32 2 32 32 110 40 9 ANKX1207 X Fig4 0.62 [ J
MEC190-032R02W32-AN16 32 2 32 32 150 40 14 ANKX1607 X Fig4 0.85 [ ]
MEC190-032R02W32-AN16L 32 2 32 32 200 54 14 ANKX1607 X Fig4 1.15 [ J
MEC190-032R03W32-AN16 32 3 32 32 150 40 14 ANKX1607 X Fig4 0.83 [ ]
MEC190-032R03W32-AN16L 32 3 32 32 200 56 14 ANKX1607 X Fig4 1.15 [ ]
MEC190-040R03W32-AN12 40 3 43 32 130 40 9 ANKX1207 v Fig4 0.80 [ ]
MEC190-040R03W32-AN16 40 3 40 32 150 47 14 ANKX1607 v Fig4 0.89 [ ]

@Stock OAvailable Upon Order
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Shoulder Milling

-DCON _
MHC190 E
Helical Milling Tool-mandrel Type
‘ ‘ Dimensions (mm) D ‘ ‘
Order No. Diameter Teeth CDUttTr? Matched Insert Icnte:'_nal Diagram W(i'Gg)ht StIn K
‘ DC ‘ DCON ‘ LF ‘ KwWw ‘ KDP ep ‘ ‘ 0oling oc
APMX
MHC190-050R03A22-AN12 50 3/12 50 22 70 10.4 6.3 43 ANKX1207 v Fig5 058 @
MHC190-050R03A22-AN16 50 3/9 50 22 70 10.4 6.3 43 ANKX1607 v Fig5 057 @
MHC190-063R04A27-AN12 63 4/16 63 27 70 124 6.3 43 ANKX1207 v Fig5 09% @
MHC190-063R04A27-AN16 63 4/16 63 27 85 124 6.3 57 ANKX1607 v Fig5 1.21 [ ]
MHC190-080R05A32-AN16 80 5/20 80 32 85 14.4 7 57 ANKX1607 N Fig5 215 @

@Stock OAvailable Upon Order

)
T

APMX
Ly

MHC190

Helical Milling Tool-side Clamping Type

LF

Fig6
. ) Maximum
Dimensions (mm) X X
Order No. Diameter Teeth Qi Matched Insert Inter'nal Diagram BlfEEE |
Depth Cooling (KG)  Stock
DC DCON LF LU
APMX
MHC190-040R02W32-AN12 40 2/8 40 32 130 66 43 ANKX1207 N Figé 0.75 [ J

@Stock OAvailable Upon Order
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List of Tool Accessories

Parts Name Insert Screw Recommended Torque Insert Screw Wrench
~
g Shape
Suitable Insert ~
~
ANKX1207 Order No. SI60M035120-05314S 3.0N'm TT15PB —
ANKX1607 Order No. SI60M045120-06412S 4.5N'm TT20PQ TT20TB

Recommended Cutting Data

. Recommended . Feed/edge fz (mm)
. ) Material o ) Cutting Speed
Machined Material Grade Specifications = Cutting Depth . : ; ;
Hardness Ap(mm) Vc(m/min) Light Cutting (L) Medlur&)Cuttlng Heavyz'g)uttmg
0.1 0.15 02
caas | ANx1207 27 180 (0.05-0.15) 0.1-0.2) (0.1-0.25)
Soft Steel < HB180
GA4230 (140-220)
ANKX1607 42 015 0.25 03
: (0.1-0.2) (0.15-0.35) 0.2-0.4)
0.1 0.15 02
GAd2s | ANKX1207 27 (0.05-0.15) (0.1-0.2) (0.1-0.25)
Carbon Steel, 150
HB180-350  GA4230
Alloy Steel (110-190)
GP2115 | aNkx1607 s 0.15 0.25 03
g (0.1-0.2) (0.15-0.35) (0.2:0.4)
0.08 0.1 0.15
Ga4230 | ANKX1207 27 (0.050.15  (0.05-0.15) (0.1-0.2)
Pre-hardened 150
HRC35-45  GA4225
Steel (110-190)
GP2115 | aNkx1607 s 0.1 0.15 02
. (0.05-0.15) 0.1-0.2) (0.1-0.25)
0.12 0.15 02
Stainless Steel GM2140 | ANKX1207 27 140 (0.1-02) (0.1-0.2) (0.1-0.3)
(Ferritic, = <HB270  GM4135 (100150)
Martensitic) GA4230  \nkxi60 s 0.15 0.25 03
M g (0.1-0.2) (0.15-0.35) (0.2-0.4)
0.1 0.12 0.15
Stainless Steel ANKX1207 27 (0.05-0.15) (0.1-0.2) (0.1-0.2)
St GM2140 120
(Austenitic, < HB270
GM4135 (80-160)
Duplex) ANKX1607 4.2 0.12 0.15 0.2
. (0.1-02) 0.1-0.2) 0.1-03)
0.1 0.15 02
akanrs | ANx1207 2 180 (0.05-0.15) 0.1-0.2) (0.1-0.25)
Gray CastIron < HB280
GK4125 (150-220)
ANKX1607 42 s 023 02
m g (0.1-0.2) (0.1-0.4) (0.2-0.4)
0.1 0.1 02
Nodular Cast ANKX1207 27 (0.05-0.15) (0.05-0.15) (0.1-0.25)
GK4125 120
Iron, Compact, < HB350
( GK2115 (100-180)
Graphite Iron ANKX1607 42 0.15 0.25 0.3
: (0.1-0.2) (0.15-0.35) 0.2-0.4)
. 0.08 0.08 0.1
Heal resistant ANICU20 &7 o (0.05-0.15) (0.05-0.15) (0.05-0.15)
A=, HRC30-45  GS4130
Titanium (50-100) 0.1 0.1 0.15
Gllovs ARSI a2 (0.05-0.15) (0.05-0.15) 0.1-0.2)
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Shoulder Milling

WNG(M)U

Negative Type Six Edged Shoulder Milling Inserts

\BE s
Dimensions (mm) Coated Cemented Carbide Cemented Cermet
Carbide
Order No. o
s BEs s 2oz g
gl U Vv 5 O O g o LV LV UV U [G] [G]
WNGUO080608-GL  12.48 4.7 6.45 0.8 O o O O O O
WNMU080608-GL  12.48 4.7 6.45 0.8 O
WNGU040304-GM 6.7 3.25 33 0.4 o e o e 6 o o
WNGU040308-GM 6.7 3.25 3.3 0.8 o o o e 6 06 o
WNGU080608-GM 1248 4.6 6.45 0.8 o e o o e 6 o °
WNMU080608-GM  12.48 4.7 6.45 0.8 o ® o ©o
WNGUO080616-GM  12.48 4.6 6.45 1.6 o o e 6 0 o
WNGUO80608-GH 1248 4.7 6.45 0.8 o [} o o
WNMUO80608-GH 12.48 4.7 6.45 0.8 O o O

@Stock OAvailable Upon Order
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WNG(M)U Series Geometry

Light Cutting of General Materials

Medium Cutting of General Materials

Heavy Cutting of General Materials

Light duty cutting with low cutting resistance to
achieve better machining quality.

Under general working conditions, to achieve
high-stability machining.

The edge has better strength, making it suitable
for roughing.
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Shoulder Milling

of D_CQN.‘ y DCON y CON,
MEE190 1 B [E :
; VZA| | | / annsmin
Mandrel Type 2 7
Y %%
DC « bc x
Fig1 Fig2 Fig3
Dimensions (mm) Maximum
Order No. Diameter Teeth c[;"m{;? Icntelr.nal Matched Insert Diagram WeKlght stIn K
DC ‘ DCON ‘ LF ‘ KWW ‘ kpp  Dep eelling @) see
APMX
MEE190-040R06A16-WN04 40 6 40 16 40 8.4 5.6 4 N WNGU0403 Fig1 0.23 [ ]
MEE190-050R04A22-WN08 50 4 50 22 40 10.4 6.3 7.5 X WNG(M)U0806 Fig1 0.32 [ )
MEE190-050R05A22-WNO08 50 5 50 22 40 10.4 6.3 7.5 N WNG(M)U0806 Fig1 0.33 ([ J
MEE190-050R07A22-WN04 50 7 50 22 40 10.4 6.3 4 v WNGU0403 Fig1 0.36 [ )
MEE190-063R06A22-WN08 63 6 63 22 40 10.4 6.3 7.5 X WNG(M)U0806 Fig1 0.44 o
MEE190-080R05A27-WN08 80 5 80 27 50 12.4 7 7.5 X WNG(M)U0806 Fig1 0.98 [ ]
MEE190-080R07A27-WNO08 80 7 80 27 50 124 7 7.5 X WNG(M)U0806 Fig1 1.00 o
MEE190-100R08B32-WN08 100 8 100 32 50 14.4 8 7.5 X WNG(M)U0806 Fig2 1.36 [ ]
MEE190-125R07B40-WN08 125 7 125 40 63 16.4 9 7.5 X WNG(M)U0806 Fig2 2.74 [ ]
MEE190-125R11B40-WNO08 125 11 125 40 63 16.4 9 7.5 X WNG(M)U0806 Fig2 2.86 [ )
MEE190-160R08C40-WNO08 160 8 160 40 63 16.4 9 7.5 X WNG(M)U0806 Fig3 3.94 [ ]
MEE190-160R12C40-WNO08 160 12 160 40 63 16.4 9 7.5 X WNG(M)U0806 Fig3 4.05 [ )
MEE190-200R08C60-WNO08 200 8 200 60 63 25.7 14 7.5 X WNG(M)U0806 Fig3 7.28 [ ]
MEE190-200R12C60-WNO08 200 12 200 60 63 25.7 14 7.5 X WNG(M)U0806 Fig3 7.24 [ )
MEE190-200R16C60-WNO08 200 16 200 60 63 25.7 14 7.5 X WNG(M)U0806 Fig3 7.22 o

@Stock OAvailable Upon Order
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Shoulder Milling

MEE190 1 [
9 [
1% 17 /
Mandrel Type-unequal 4 /'
Teeth (e G
DC ]
=
9
Fig1 Fig2 Fig3
‘ ‘ IS ) MCaL)J(ti;?nL;m‘Internal‘ ‘ ‘Weight‘ In
Order No. Diameter Teeth .~ Matched Insert Diagram
‘ DC ‘DCON‘ LF ‘ KWW‘ KDP Depth ‘Coollng‘ ‘ (KG) ‘Stock
APMX
MEE190-063R06A22-WNO8U 63 6 63 22 40 10.4 6.3 7.5 v WNG(M)U0806  Fig1 0.44 [}
MEE190-080R07A27-WNO8U 80 7 80 27 50 124 7 7.5 v WNG(M)U0806  Fig1 1.00 [}
MEE190-100R08B32-WNO08U 100 8 100 32 50 14.4 8 7.5 v WNG(M)U0806  Fig2 1.36 [ ]
MEE190-125R07B40-WN08U 125 7 125 40 63 16.4 9 7.5 X WNG(M)U0806  Fig2 2.74 [ ]
MEE190-160R08C40-WNO8U 160 8 160 40 63 16.4 9 7.5 X WNG(M)U0806  Fig3 3.94 [}
MEE190-200R08C60-WNO8U 200 8 200 60 63 25.7 14 7.5 X WNG(M)U0806  Fig3 7.28 [}
@Stock OAvailable Upon Order
MEE190 ;
o
Cylindrical Straight Shank Type apux {|
Ly
LF
Figd
Dimensions (mm) Maximum ‘ ‘ ‘
Order No. Diameter Teeth %Jmphg Matched Insert Igte:'_nal Diagram Wi'ghtln Stock
DC ‘ DCON LF ‘ Lu p ‘ ‘ ooling ‘ (KG)
APMX
MEE190-020R03P20-WN04 20 3 20 20 150 30 4 WNGU0403 N Fig4 0.33 o
MEE190-025R04P25-WN04 25 4 25 25 170 30 4 WNGU0403 v Fig4 0.60 [}
MEE190-032R05P32-WN04 32 5 32 32 195 30 4 WNGU0403 v Fig4 1.14 [ ]
MEE190-035R05P32-WN04 35 5 35 32 195 30 4 WNGU0403 v Fig4 1.16 o
MEE190-040R03P32-WNO08 40 3 40 32 160 60.2 7.5 WNG(M)U0806 X Fig4 1.05 [ J
MEE190-040R06P32-WN04 40 6 40 32 195 30 4 WNGU0403 v Fig4 1.18 o

@sStock OAvailable Upon Order
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Indexable Milling Tools | MILLING
List of Tool Accessories
Parts Name Insert Screw Recommended Torque Insert Screw Wrench
S Shape
Suitable Insert ~
WNGU0403 Order No. SI60M025065-036101S 1.2N'm TI07PB —
WNG(M)U0806 Order No. SI60M040100-055101S 3.5N'm TH5PB THSTB
Recommended cutting data
. Recommended . Feed/edge fz (mm)
) . Material . . . Cutting Speed
Machined Material Grade  Specifications Cutting Depth X - - -
Hardness Ap(mm) Ve(m/min) Light Cutting (L) Medlur(T,:/I)Cuttlng Heav;zﬁ)uttmg
0.1 0.15 0.2
WNGU0403 1.2 (0.05-0.15) (0.1-0.2) (0.1-0.25)
GA4225 180
Soft Steel < HB180
GA4230 (140-220) 0.15 0.25 0.3
WNG(M)U0806 23 (0.1-0.2) (0.15-0.35) (0.2-0.4)
0.1 0.15 0.2
GA4225 | WINGU0403 2 (0.05-0.15) (0.1-0.2) (0.1-0.25)
Carbon Steel, 150
HB180-350 = GA4230
Alloy Steel (110-190)
G o 23 0.15 025 03
: (0.1-0.2) (0.15-0.35) (0.2-0.4)
0.08 0.1 0.15
Ga4230  WNGUO403 1.2 (0.05-0.15) (0.05-0.15) (0.1-0.2)
Pre-hardened 150
HRC35-45 | GA4225
Steel GP2115 (110-190) 0.1 0.15 02
WNG(M)U0806 23 (0.05-0.15) (0.1-0.2) (0.1-0.25)
0.12 0.15 0.2
Stainless Steel GM2140  WNGUO403 (2 140 (0.1-0.2) (0.1-0.2) (0.1-0.3)
(Ferritic, = <HB270 = GM4135 )
Martensitic) GA4230 - 0.15 025 03
WNG(M)U0806 23 (0.1-0.2) (0.15-0.35) (0.2-0.4)
M 0.1 0.12 0.15
Stainless Steel WNGUO0403 1.2 (0.05-0.15) (0.1-0.2) (0.1-0.2)
St GM2140 120
(Austenitic, < HB270
GM4135 (80-160)
Duplex) WNG(V)UOS06 23 0.12 0.15 0.2
: (0.1-0.2) (0.1-0.2) (0.1-0.3)
0.1 0.15 0.2
RNETE (2 (0.05-0.15) (0.1-0.2) (0.1-0.25)
GK2115 180
Gray CastIron < HB280
GK4125 (150-220) 0.15 0.25 0.3
e 22 0.1-0.2) (0.1-0.4) (0.2:0.4)
0.1 0.1 0.2
Nodular Cast WNGU0403 1.2 (0.05-0.15) (0.05-0.15) (0.1-0.25)
GK4125 120
Iron, Compact < HB350
¢ GK2115 (100-180)
Graphite Iron WNG(M)UO806 23 0.15 0.25 0.3
: (0.1-0.2) (0.15-0.35) (0.2-0.4)
. 0.08 0.08 0.1
HeaXﬁgs':ta”t BNEUTS 2 20 (0.05-0.15) (0.05-0.15) (0.05-0.15)
Gy, HRC30-45 | GS4130
Titanium (30-60) 0.1 0.1 0.15
Alloys RUUCEIR0E0C 22 (0.05-0.15) (0.05-0.15) (0.1-0.2)
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Shoulder Milling

S W1
Vertically-installed Eight Edged I 35/
Shoulder Milling Inserts
RE " BS
. . . Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
Order No. S wlo s
n o v T 1 F 0| v o0 LN
H wi bl s R B § & &8 S8z saSzoz § £
312|328 == <3z Z e
(U] (V) (U] V) WU RUERUVERUVERUCERLERG] V) V)
LNET110608-GL 112 6 5 11 08 2 ) [ [ (]
LNET150608-GL 150 6 7 139 08 2 () () [ I I}
LNMT110608-GM 112 6 5 11 08 2 [} [ I ) o 00
LNMT150608-MM 150 6 7 139 08 2 [ ) [ I ) o 06 00
LNMT110608-GH 112 6 5 11 08 2 ® [
LNMT150608-GH 150 6 7 139 08 2 ) () o o0
LNET1106PNEN-W 114 6 5 11 — 46 ()
LNET1506PNTN-W 152 6 7 139 — 438 °

@Stock OAvailable Upon Order
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LNE(M)T Series Geometry

Light Cutting of General
Materials

Medium Cutting of General
Materials

Medium Cutting of Stainless
Steel Materials

Indexable Milling Tools | MILLING

Heavy Cutting of General
Materials

Wiper

Light duty cutting with
low cutting resistance to
achieve better machining
quality.

Achieve high-stability
machining under general
working conditions.

Achieve high-stability
machining of stainless
steel materials under
general working
conditions.

High-strength cutting
edge, excellent
performance in

interrupted cut and
roughing with scale
removal.

High-precision wiper to
improve surface quality.
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MILLING | Indexable Milling Tools

Shoulder Milling

MVA190

Mandrel Type

KDP

Fig3

Sparse-tooth Type

. 8 Maximum
Order No. ‘Diamete Teeth pimensions (mm) %Jtting Matched Insert ‘Inter.nal‘ Diagram L\Ieight‘ It
DCX ‘ DCON ‘ LF ‘ KWW ‘ KDP epth ‘ Cooling ‘ (KG) ‘ Stock
APMX
MVA190-040R04A16-LN11 40 4 40 16 40 8.4 5.6 5 LNE(M)T1106 X Fig1 0.21 O
MVA190-040L04A16-LN11 40 4 40 16 40 8.4 5.6 5 LNE(M)T1106 X Fig1 0.21 O
MVA190-050R05A22-LN11 50 5 50 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 029 @
MVA190-050L05A22-LN11 50 5 50 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 029 @
MVA190-063R06A22-LN11 63 6 63 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 050 @
MVA190-063L06A22-LN11 63 6 63 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 0.50 [ J
MVA190-080R08B27-LN11 80 8 80 27 50 12.4 7 5 LNE(M)T1106 X Fig2 0.89 [ J
MVA190-080L08B27-LN11 80 8 80 27 50 12.4 7 5 LNE(M)T1106 X Fig2 0.89 O
MVA190-100R09B32-LN11 100 9 100 32 50 14.4 8 5 LNE(M)T1106 X Fig2 1.55 [ J
MVA190-100L09B32-LN11 100 9 100 32 50 14.4 8 5 LNE(M)T1106 X Fig2 1.55 O
MVA190-125R10B40-LN11 125 10 125 40 63 16.4 9 5 LNE(M)T1106 X Fig2 274 @
MVA190-125L10B40-LN11 125 10 125 40 63 16.4 9 5 LNE(M)T1106 X Fig2 274 O
MVA190-160R12C40-LN11 160 12 160 40 63 16.4 9 5 LNE(M)T1106 X Fig3 390 @
MVA190-160L12C40-LN11 160 12 160 40 63 16.4 9 5 LNE(M)T1106 X Fig3 390 O
MVA190-200R16C60-LN11 200 16 200 60 63 25.7 14 5 LNE(M)T1106 X Fig3 536 @
MVA190-200L16C60-LN11 200 16 200 60 63 25.7 14 5 LNE(M)T1106 X Fig3 536 O
@ Stock O Available Upon Order
e Diameter Range Re/;cnugtlteizng ((Z:Lll'lttttllr?g(]:J EngL
Angle

Workpiece DCX < 50mm  a=8.5° Kr=91°
DCX=63mm  a=7.5° Kr=91°

DCX=80mm  a=7.5° Kr=91°

DCX = 100mm  a=5° Kr=90°

Note: When the total cutting depth is > 5mm, re-cutting will
occur, as shown in the above table.
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Shoulder Milling

MVA190

Mandrel Type

KDP

i
g
Fig3
Dense-tooth Type
‘ ‘ Dimensions (mm) MRl ‘ ‘ ‘ ‘
Order No. Diameter Teeth CDuttltnr? Matched Insert Ié\tanal Diagram Wi'ght StIn K
DCX ‘ DCON  LF ‘ KWW ‘ kpp =~ Dep ‘ eiling ‘ (89 ‘ o
APMX

MVA190-040R05A16-LN11 40 5 40 16 40 8.4 5.6 5 LNE(M)T1106 X Fig1 0.21 O
MVA190-040L05A16-LN11 40 5 40 16 40 8.4 5.6 5 LNE(M)T1106 X Fig1 0.21 O
MVA190-050R07A22-LN11 50 7 50 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 0.30 O
MVA190-050L07A22-LN11 50 7 50 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 0.30 O
MVA190-063R09A22-LN11 63 9 63 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 0.50 [ J
MVA190-063L09A22-LN11 63 9 63 22 40 10.4 6.3 5 LNE(M)T1106 X Fig1 0.50 O
MVA190-080R11B27-LN11 80 11 80 27 50 124 7 5 LNE(M)T1106 X Fig2 0.90 O
MVA190-080L11B27-LN11 80 11 80 27 50 12.4 7 5 LNE(M)T1106 X Fig2 0.90 O
MVA190-100R14B32-LN11 100 14 100 32 50 14.4 8 5 LNE(M)T1106 X Fig2 1.55 O
MVA190-100L14B32-LN11 100 14 100 32 50 14.4 8 5 LNE(M)T1106 X Fig2 1.55 O
MVA190-125R18B40-LN11 125 18 125 40 63 16.4 9 5 LNE(M)T1106 X Fig2 2.74 O
MVA190-125L18B40-LN11 125 18 125 40 63 16.4 9 5 LNE(M)T1106 X Fig2 2.74 O
MVA190-160R23C40-LN11 160 23 160 40 63 16.4 9 5 LNE(M)T1106 X Fig3 3.91 O
MVA190-160L23C40-LN11 160 23 160 40 63 16.4 9 5 LNE(M)T1106 X Fig3 3.91 O
MVA190-200R28C60-LN11 200 28 200 60 63 25.7 14 5 LNE(M)T1106 X Fig3 5.37 O
MVA190-200L28C60-LN11 200 28 200 60 63 25.7 14 5 LNE(M)T1106 X Fig3 5.37 O

@ Stock O Available Upon Order

Cutting Tool
Cutting Edge
Angle
Workpiece DCX<50mm  a=8.5° Kr=91°

DCX=63mm a=7.5° Kr=91°
DCX=80mm a=7.5° Kr=91°
DCX = 100mm  a=5° Kr=90°

Note: When the total cutting depth is > 5mm, re-cutting will
occur, as shown in the above table.

Re-cutting

Diameter Range Angle
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Shoulder Milling

MVA190

Mandrel Type

KDP

APMX

Fig3 Fig4
Sparse-tooth Type
‘ . ‘ Pl B i) M(?L)J(ti?nl:_;;m ‘ Matched ‘Internal‘ . ‘ Weight ‘ In
Order No. Dlameter‘ Teeth b ‘ BCON ‘ ' ‘ W ‘ KOP Depth ‘ Insert Cooling Dlagram‘ (KG) ‘ Stock
APMX

MVA190-050R04A22-LN15 50 4 50 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.30 [ ]
MVA190-050L04A22-LN15 50 4 50 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.30 O
MVA190-063R05A22-LN15 63 5 63 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.52 [ ]
MVA190-063L05A22-LN15 63 5 63 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.52 [ ]
MVA190-080R06B27-LN15 80 6 80 27 50 124 7 7 LNE(M)T1506 X Fig2 0.92 [ ]
MVA190-080L06B27-LN15 80 6 80 27 50 124 7 7 LNE(M)T1506 X Fig2 0.92 O
MVA190-100R08B32-LN15 100 8 100 32 50 14.4 8 7 LNE(M)T1506 X Fig2 1.59 [ J
MVA190-100L08B32-LN15 100 8 100 32 50 14.4 8 7 LNE(M)T1506 X Fig2 1.59 O
MVA190-125R10B40-LN15 125 10 125 40 63 16.4 9 7 LNE(M)T1506 X Fig2 2.86 [ J
MVA190-125L10B40-LN15 125 10 125 40 63 16.4 9 7 LNE(M)T1506 X Fig2 2.86 O
MVA190-160R12C40-LN15 160 12 160 40 63 16.4 9 7 LNE(M)T1506 X Fig3 4.39 [ J
MVA190-160L12C40-LN15 160 12 160 40 63 16.4 9 7 LNE(M)T1506 X Fig3 4.39 O
MVA190-200R12C60-LN15 200 12 200 60 63 25.7 14 7 LNE(M)T1506 X Fig3 5.73 [ ]
MVA190-200L12C60-LN15 200 12 200 60 63 25.7 14 7 LNE(M)T1506 X Fig3 5.73 @)
MVA190-200R15C60-LN15 200 15 200 60 63 25.7 14 7 LNE(M)T1506 X Fig3 5.86 O
MVA190-200L15C60-LN15 200 15 200 60 63 25.7 14 7 LNE(M)T1506 X Fig3 5.86 O
MVA190-250R15C60-LN15 250 15 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 11.45 O
MVA190-250L15C60-LN15 250 15 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 11.45 O
MVA190-250R20C60-LN15 250 20 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 11.65 O
MVA190-250L20C60-LN15 250 20 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 11.65 O
MVA190-315R18D60-LN15 315 18 315 60 80 25.7 14 7 LNE(M)T1506 X Fig4 22.06 O
MVA190-315L18D60-LN15 315 18 315 60 80 25.7 14 7 LNE(M)T1506 X Fig4 22.06 O
MVA190-315R25D60-LN15 315 25 315 60 80 25.7 14 7 LNE(M)T1506 X Fig4 22.41 O
MVA190-315L25D60-LN15 315 25 315 60 80 25.7 14 7 LNE(M)T1506 X Fig4 22.41 O

@ Stock O Available Upon Order

e Cutting Tool
Diameter Range A 9 Cutting Edge
ngle A
ngle
Workpiece ~ DCX=50mm a=8° Kr=91°

DCX=63mm a=7° Kr=90.5°
DCX=80mm a=7° Kr=90.5°
DCX = 100mm  a=5° Kr=90°

Note: When the total cutting depth is > 7mm, re-cutting will
occur, as shown in the above table.
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Shoulder Milling

MVA190

Mandrel Type

KDP

i
g
Fig3
Dense-tooth Type
‘ ‘ Dimensions (mm) MR ‘ ‘ ‘ ‘
Order No. Diameter Teeth CI:;JttThg Nllatch:d ?teF”aI Diagram W(eKng;1 ¢ StIn k
‘ ‘ DCX ‘ DCON ‘ LF ‘ KWW ‘ KDP ep ‘ nse 0oling ‘ ‘ oc
APMX
MVA190-050R05A22-LN15 50 5 50 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.29 [ ]
MVA190-050L05A22-LN15 50 5 50 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.29 O
MVA190-063R06A22-LN15 63 6 63 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.51 O
MVA190-063L06A22-LN15 63 6 63 22 40 10.4 6.3 7 LNE(M)T1506 X Fig1 0.51 O
MVA190-080R08B27-LN15 80 8 80 27 50 12.4 7 7 LNE(M)T1506 X Fig2 0.93 [ )
MVA190-080L08B27-LN15 80 8 80 27 50 12.4 7 7 LNE(M)T1506 X Fig2 0.93 @)
MVA190-100R10B32-LN15 100 10 100 32 50 14.4 8 7 LNE(M)T1506 X Fig2 1.60 [ ]
MVA190-100L10B32-LN15 100 10 100 32 50 14.4 8 7 LNE(M)T1506 X Fig2 1.60 @)
MVA190-125R12B40-LN15 125 12 125 40 63 16.4 9 7 LNE(M)T1506 X Fig2 2.86 O
MVA190-125L12B40-LN15 125 12 125 40 63 16.4 9 7 LNE(M)T1506 X Fig2 2.86 @)
MVA190-160R15C40-LN15 160 15 160 40 63 16.4 9 7 LNE(M)T1506 X Fig3 4.39 O
MVA190-160L15C40-LN15 160 15 160 40 63 16.4 ¢ 7 LNE(M)T1506 X Fig3 4.39 @)
MVA190-200R20C60-LN15 200 20 200 60 63 25.7 14 7 LNE(M)T1506 X Fig3 5.87 O
MVA190-200L20C60-LN15 200 20 200 60 63 25.7 14 7 LNE(M)T1506 X Fig3 5.87 O
MVA190-250R25C60-LN15 250 25 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 11.64 O
MVA190-250L25C60-LN15 250 25 250 60 63 25.7 14 7 LNE(M)T1506 X Fig3 11.64 O
MVA190-315R30D60-LN15 315 30 315 60 80 25.7 14 7 LNE(M)T1506 X Fig4 22.37 O
MVA190-315L30D60-LN15 315 30 315 60 80 25.7 14 7 LNE(M)T1506 X Fig4 22.37 O
@ Stock O Available Upon Order
a .. Cutting Tool
Diameter Range ReAcuttmg Cutting Edge
ngle
Angle
Workpiece DCX=50mm a=8° Kr=91°

DCX=63mm a=7° Kr=90.5°
DCX=80mm a=7° Kr=90.5°
DCX = 100mm  a=5° Kr=90°

Note: When the total cutting depth is > 7mm, re-cutting will
occur, as shown in the above table.
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Shoulder Milling

MVA290

Disc Type
KWW
‘ ‘ Dimensions (mm) MR ‘ ‘ ‘ ‘
Order No. Diameter Teeth C[;Jtt';? IVIIatch:[d Igtelr.nal Diagram W(eK'g?t StIn K
‘ DC ‘ CDX ‘ DCON ‘ DCSFMS ‘ KWw ‘ LF Agﬁnx ‘ nse ‘ ooling ‘ ‘ oc
MVA290-080R08K27-LN15 80 8 80 18 27 41 7 24 7 LNE(M)T1506 X Fig5 0.56 O
MVA290-080L08K27-LN15 80 8 80 18 27 41 7 24 7 LNE(M)T1506 X Fig5 0.56 O
MVA290-100R10K32-LN15 100 10 100 23 32 47 8 26 7 LNE(M)T1506 X Fig5 0.91 O
MVA290-100L10K32-LN15 100 10 100 23 32 47 8 26 7 LNE(M)T1506 X Fig5 0.91 O
MVA290-125R12K40-LN15 125 12 125 32 40 55 10 26 7 LNE(M)T1506 X Fig5 1.45 O
MVA290-125L12K40-LN15 125 12 125 32 40 55 10 26 7 LNE(M)T1506 X Fig5 1.45 O
MVA290-160R15K40-LN15 160 15 160 49 40 55 10 26 7 LNE(M)T1506 X Fig5 2.50 O
MVA290-160L15K40-LN15 160 15 160 49 40 55 10 26 7 LNE(M)T1506 X Fig5 2.50 O
MVA290-200R20K50-LN15 200 20 200 63 50 68 12 28 7 LNE(M)T1506 X Fig5 4.44 O
MVA290-200L20K50-LN15 200 20 200 63 50 68 12 28 7 LNE(M)T1506 X Fig5 4.44 O
MVA290-250R25K60-LN15 250 25 250 80 60 84 14 28 7 LNE(M)T1506 X Fig5 6.99 @)
MVA290-250L25K60-LN15 250 25 250 80 60 84 14 28 7 LNE(M)T1506 X Fig5 6.99 O
@ Stock O Available Upon Order
a e Cutting Tool
] Diameter Range ReAcuttmg Cutting Edge
ngle
Angle
Workpiece DCX=50mm a=8° Kr=91°
7
DCX=63mm a=7° Kr=90.5°
DCX=80mm a=7° Kr=90.5°
DCX = 100mm  a=5° Kr=90°
Note: When the total cutting depth is > 7mm, re-cutting will
occur, as shown in the above table.
List of Tool Accessories
Parts Name Insert Screw Recommended Torque Insert Screw Wrench
Shape
Suitable Insert
LNE(M)T1106 Order No. SI60M035094-049091B 3.0N'm TITOPB TIN0TB
LNE(M)T1506 Order No. SI60M040110-057081B 4.0N'm TI15PB TI15TB
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Recommended Cutting Data

. Recommended ) Feed/edge fz (mm)
. ) Material . ) . Cutting Speed
Machined Material Grade Specifications  Cutting Depth ) : ; :
Hardness Ap(mm) Vc(m/min) Light Cutting (L) Medlumlgiuttlng Heav;;ﬁ)uttmg
0.1 0.15 02
cpm7120 | CNEMIT1106 25 (0.05-0.15) (0.1-0.2) (0.15-0.25)
Soft Steel | < HB180  GA4225 220
(180-260)
GAIZ30 | NEMIT1506 35 02 0.25 03
: (0.1-03) (0.1-0.4) (0.2-0.5)
0.1 0.15 02
Carbon Stecl S LN e 25 - (0.05.0.15) (0.1-0.2) (0.15-0.25)
arbon Steel,
n Alloy steel  HB180-350  caun3g (140-220) o . os
GP2115 b b !
LN 32 (0.1-03) (0.1-0.4) (0.2-0.5)
0.06 0.1 0.15
e Ggmg%o LNE(M)T1106 25 o (0.05-0.1) (0.05-0.15) (0.1-02)
Pre-hardene 1
steel  HRGS45 casos (120-200) . . o
GP2115 i 15 .
LNE(M)T1506 35 (0.05-0.15) (0.1-02) (0.15-0.25)
0.1 0.15 02
LNE(M)T1106 25
S GM2140 M) 0 (0.05-0.15) (0.1-0.2) (0.150.25)
(Ferritic, < HB270 GM4135 (120200,
Martensitic) GA4230 0.15 0.25 03
CHECIIIEDS S (0.1-0.2) (0.15-0.35) 0.2:0.4)
M 0.06 0.1 0.15
LNE(M)T1106 25
Stainless Steel M) (0.05-0.1) (0.05-0.15) (0.1-0.2)
(Austenitic, < HB270 GM2140 140
oS GM4135 (100-180)
Duplex) LNE(M)T1506 35 01 015 02
M) : (0.05-0.15) (0.1-0.2) (0.15-0.25)
0.2 0.25 03
- LN e 25 o (0.1-0.3) (0.1-0.4) (0.2-0.5)
<
Gray Cast Iron < HB280 GK4125 (180-260) o 02t os
LNEGUriSeE == (0.1-0.3) (0.1-0.4) (0.2-0.5)
m 0.1 0.15 02
LNE(M)T1106 25
Nodular Cast M) (0.05-0.15) (0.1-0.2) (0.15:0.25)
Iron, Compact < HB350 GK4125 140
, Compact < GK2115 (100-180)
Graphite Iron 0.1 0.15 0.2
LNE(M)T1506 35 (0.05-0.15) (0.1-02) (0.15-0.25)
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Profile Milling

RD @

Positive Type Precision Profile Milling Inserts \J
Dimensions (mm) Coated Cemented Carbide Cgamri?cjzd Cermet
Order No. momgmmggmmom " s
€ s re o § 88 £ § 53555235 35 s
3 3 5 5 5 3FTEE B85 5 &
RDET0803MO0-BL 8 318 4 29 O O
s RDET1003M0-BL 10 318 5 44 O
RDET10T3MO-BL 0 397 5 44 O O O
RDET1204MO0-BL 12 476 6 44 O O
RDET1604MO0-BL 16 476 8 55 ® O
% RDET0802M0-GM 8 2383 4 29 @ O @ O O
RDET0803MO0-GM 8 318 4 29 O O
* RDET1003M0-GM 0 318 5 44 O O
RDET10T3MO0-GM 0 397 5 44 @ @ @ O @) O
RDET1204M0-GM 12 476 6 44 O @ O (]
RDET1604M0-GM 16 476 8 55 O @ O O O
RDEW0501MO 5 151 25 22 @ @ @ [ ]
RDEW0702MO0 7 238 35 28 @ @ © (] [ ]
s RDEW1003MO0 10 318 5 44 @ [ J
RDEWO0702MOT 7 238 35 28 @ @ © [ ]
RDEWO0803MOT 8 318 4 29 O O O [ ]
 RDEW1003MOT 0 318 5 46 @ @ @ [ )
RDEW10T3MOT 0 397 5 44 @ @ © ©)
RDEW1204MOT 12 476 6 44 @ @ O O ([ ]
RDEW1604MOT 16 476 8 5 O O O @)
* RDEW1606MOT 16 635 8 55 @)
* RDEW12T3MOT-BM 12 397 6 44 O @ @
RDEW1204MOT-BM 12 476 6 44 ® O O
RDEW1204MOT-PM 12 482 6 44 O O @
* RDEW1605MOT-PM 16 566 8 55 O O O
Note: @Stock (OAvailable Upon Order

% The model cannot be installed on the MPA100 series tool.
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Profile Milling

RD

Positive-type Economic Profile Milling Inserts

Indexable Milling Tools | MILLING

S
Q)

Dimensions (mm) Coated Cemented Carbide ngrf)?cﬁzd Cermet
Order No Q n o
IC S RE DI AR R EEHEEE R =
— < ~N S — = | = Sy =
T I(2EEE S SSQHE 2 g
(GG NG GH NG NG RCARCERGERGENGE NG) (G] [G]
RDMT10T3MO0-GM 10 397 5 44 @ @ © ® O o @ [ ]
° RDMT1204M0-GM 12 476 6 44 @€ @ © [} [} [ ]
RDMW1204MOT-BM 12 476 6 44 @ © © © © © e o
° * RDMW1605M0T-BM 16 556 8 55 @ @ @ [ J
RDMW10T3MOT 10 397 5 44 ¢ © © @ © O @]
° RDMW1604MOT 16 476 8 55 @€ @ © [ ] @]
: RDMW1204MOT-PM 12 476 6 44 @ [ ] [ ]

Note:

% The model cannot be installed on the MPA100 series tool.

@Stock OAvailable Upon Order
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RD Series Geometry

Light Cutting of General Materials

Medium Cutting of General Materials

Heavy Cutting of General
Materials

Heavy Cutting cGeneral
Materials

None

None/BM/PM

Large rake angle design makes the
cutting edge sharper.

Moderate edge width and rake
angle design balance the strength
and sharpness of the land.

Tablet design gives the cutting edge
more strength.

Tablet with chamfering design gives
the cutting edge more strength.
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Profile Milling

MPA100

Mandrel Type

Fig1 Fig2
‘ ‘ Dimensions (mm) Maximum ‘ ‘ ‘ ‘ ‘
Order No. Diameter Teeth C[;lm&g MIatch:d Igtepal CPI?TP Diagram WeKlght Stln K
‘ ‘ DC ‘DCON‘ LF ‘ KWW ‘ kpp Dep ‘ i3 ‘ °°'"9‘ Gtz ‘ (KG) ‘ o
APMX
MPA100-040R05A16-RD08 40 5 40 16 40 8.4 6.3 4 RD**0803 X X Fig1 0.21 [}
MPA100-050R04A22-RD10 50 4 50 22 50 10.4 6.3 5 RD**10T3 X N Fig1 0.32 [ )
MPA100-050R04A22-RD12 50 4 50 22 50 10.4 6.3 6 RD**1204 X N Fig1 0.30 [ ]
MPA100-050R05A22-RD12 50 5 50 22 50 10.4 6.3 6 RD**1204 X N Fig1 0.32 [ )
MPA100-063R04A22-RD16 63 4 63 22 50 10.4 6.3 8 RD**1604 X X Fig1 0.52 [ ]
MPA100-063R05A22-RD12 63 5 63 22 50 10.4 6.3 6 RD**1204 X N Fig1 0.50 o
MPA100-080R05A27-RD16 80 5 80 27 50 12.4 7 8 RD**1604 X X Fig1 0.86 [ )
MPA100-100R06B32-RD16 100 6 100 32 50 14.4 8 8 RD**1604 X X Fig2 1.13 [ ]
MPA100-125R07B40-RD16 125 7 125 40 63 16.4 9 8 RD**1604 X X Fig2 2.37 [ ]

@ Stock O Available Upon Order

Fig3 8:@%} EJ
MPA100 g ="
Cylindrical Straight Shank Type Figs EFEQ— %
sooc(l | —
Fig5 = 50 E
peraingl

‘ ‘ Dimensions (mm) Mglfitr?nugm ‘Internal‘clamp‘ Weight
Order No. ‘ Diameter Teeth oc ‘ CON U ‘ W Depth ‘Matched Insen‘Cooling‘ Plate Diagram‘ (KG) In Stock
APMX
MPA100-010R02P16-RD05 10 2 10 16 120 40 2.5 RD**0501 X X Fig3 0.13 [ J
MPA100-012R02P16-RD05 12 2 12 16 120 40 2.5 RD**0501 X X Fig3 0.14 [ J
MPA100-016R02P16-RD07 16 2 16 16 160 50 3.5 RD**0702 X X Fig4 0.23 ([
MPA100-017R02P16-RD08 17 2 17 16 160 50 4 RD**0803 X X Fig5 0.23 [ J
MPA100-020R02P20-RD08 20 2 20 20 160 50 4 RD**0803 X X Fig3 0.35 [ J
MPA100-020R02P20-RD10 20 2 20 20 160 50 5 RD**10T3 X v Fig4 0.34 [ J
MPA100-025R02P20-RD10 25 2 25 20 160 50 5 RD**10T3 X J Fig5 0.37 [ J
MPA100-025R03P25-RD10 25 3 25 25 160 70 5 RD**10T3 X v Fig4  0.525 ([ J
MPA100-032R02P32-RD12 32 2 32 32 200 60 6 RD**1204 X v Fig4 1.13 [ J
MPA100-032R02P32-RD16 32 2 32 32 200 65 8 RD**1604 X X Fig3 1.08 [ J
MPA100-032R03P32-RD12S 32 3 32 32 160 50 6 RD**1204 X v Fig3 0.89 [ J
MPA100-032R03P32-RD12 32 3 32 32 200 60 6 RD**1204 X v Fig4 1.13 [ ]
MPA100-035R02P32-RD16 35 2 35 32 200 65 8 RD**1604 X X Fig5 1.09 [ J

@ Stock O Available Upon Order
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Profile Milling
RE
N ~ - (O} 3
Positive Type Precision Profile Milling Inserts @
11
IC 4
Dimensions (mm) Coated Cemented Carbide Cemepted Cermet
Carbide
Order No. <] o | o - =
n o ;v = un F L w o v
€ s rRe 01§ 8 8§53 s s Sc23F ¢ 5
I3/ g3l ==/3 S35 2 2
(G} (U] U v (U] (] (U] (U] O O v (U] (U]
RPET1003MO0-GL 10 318 5 44 O O
° RPET1204MO0-GL 12 476 6 44 O O
RPET1003MOT-GM 10 318 5 44 o O
° RPET1204M0-GM 12 476 6 44 @ O @
RPETO8T2M0-GM 8 278 4 29 @ @ © [} [ J
° RPET1204MOT-GM 12 476 6 44 @ @ O
e RPET1606MOT-GM 16 635 8 55 O O O [ ]
I RPET1606MOT-GH 16 635 8 55 O O O
O RPET1606MO0-SM 16 635 8 55 @) () [ )
RPEW1003MO0 0 318 5 44 O O O
° * RPEW10T3MO 10 397 5 44 O O O
= RPEWO08T2MO 8 278 4 29 O O
RPEW1003MOT 0 318 5 44 @ @ ©
° RPEW1204MOT 12 476 6 44 O O
Note: @Stock OAvailable Upon Order

% The model cannot be installed on the MPB100 series tool.
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Profile Milling
RE
- . . . [ ) &
Positive-type Economic Profile Milling Inserts @ )
117
s
. . . Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
Order No. Q w | o " =
wn
c|s re|or (B3 RSS2/ 2828z & =
T I IR IS gT 2 =
(U] (U] (U] (] (U] (U] (U] (U] (U] (U] O v (U] (U]
% RPMT10T3M0-GM 10 397 5 44 @ @ @ ® O
RPMT1003MOT-GM 10 318 5 44 @ @ @ O ® O [
° RPMT1204M0-GM 12 476 6 44 @ @ @ ® O e o
RPMT1204MOT-KM 12 476 6 44 O O O [ [
RPMW1003MOT 0 318 5 44 @ @ @ ® e o [
O RPMW1204MOT 12 476 6 44 @ @ @ ® o (]
Note: @Stock OAvailable Upon Order

% The model cannot be installed on the MPB100 series tool.
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RP Series Geometry

Light Cutting of General Materials

Medium Cutting of General Materials

Medium Cutting of General Materials

Medium Cutting of Difficult-to-
Machine Materials

o

Large rake angle design makes the
cutting edge sharper.

Moderate edge width and rake
angle design balance the strength
and sharpness of the land.

Moderate edge width and rake
angle design balance the strength
and sharpness of the land.

Moderate edge width and rake
angle design to achieve high-
stability machining of difficult-to-
machine materials.

Heavy Cutting of Stainless Steel
Materials

Heavy Cutting of General Materials

Heavy Cutting of General Materials

Heavy Cutting of General Materials

None

None

Moderate edge width and circular
arc rake angle design to improve
chip removal performance and
sharpness.

Small rake angle design gives the
cutting edge more strength.

Tablet design balances the
sharpness and strength of the
cutting edge.

Tablet with chamfering design gives
the cutting edge more strength.
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Profile Milling
(-DCON_ (-DCON_
o L
! 7 [
Mandrel Type
0 O
bc X D g
g
Fig1 Fig2
‘ ‘ Dimensions (mm) M ERL ‘ ‘ ‘ ‘ ‘
. " Cutting  Matched Internal Clamp . Weight
Order No. Diameter Teeth Brraiy Insert | Cooli Plat Diagram KG In Stock
DC ‘ DCON  LF ‘KWW‘KDP &P T3 ‘ °°'”9‘ ae‘ ‘ (KG)
APMX
MPB100-040R04A16-RP10 40 4 40 16 40 8.4 6.3 5 RP**1003 X N Fig1 0.16 [ J
MPB100-040R05A16-RP08 40 5 40 16 40 8.4 6.3 4 RP**08T2 X X Fig1 0.19 [ J
MPB100-050R04A22-RP10 50 4 50 22 50 10.4 6.3 5 RP**1003 X N Fig1 0.33 [ J
MPB100-050R04A22-RP12 50 4 50 22 50 10.4 6.3 6 RP*%*1204 X v Fig1 0.32 [ J
MPB100-063R04A22-RP16 63 4 63 22 40 10.4 6.3 8 RP**1606 X X Fig1 0.33 [ J
MPB100-063R05A22-RP12 63 5 63 22 50 10.4 6.3 6 RP*%*1204 X v Fig1 0.51 o
MPB100-063R06A22-RP12 63 6 63 22 50 10.4 6.3 6 RP*%*1204 X v Fig1 0.47 [ J
MPB100-080R06A27-RP16 80 6 80 27 50 12.4 7 8 RP**1606 X X Fig1 0.83 [ )
MPB100-100R07B32-RP16 100 7 100 32 50 14.4 8 8 RP**1606 X X Fig2 1.18 [ )
MPB100-125R08B40-RP16 125 8 125 40 63 16.4 9 8 RP**1606 X X Fig2 2.29 [ J
@ Stock O Available Upon Order
. - BE]
Fig3 % = ‘ §

MPB100 LF

Cylindrical Straight Shank Type

i

I
Q
5]
DC
F?ﬁ
DQQN‘

LU

. ) Maximum
‘ ‘ Dimensions (mm) . ‘ ‘ ‘ ‘ . ‘
Order No. Diameter Teeth (GG Matched Insert Inter.nal Ckims Diagram el In Stock
Depth Cooling  Plate KG)
DC DCON LF LU

APMX
MPB100-016R02P16-RP08S 16 2 16 16 120 40 4 RP**08T2 X X Fig3 0.16 [ J
MPB100-016R02P16-RP08 16 2 16 16 160 50 4 RP**08T2 X X Fig3 0.22 o
MPB100-020R02P20-RP08 20 2 20 20 160 50 4 RP**08T2 X X Fig3 0.35 [ J
MPB100-020R02P20-RP10 20 2 20 20 160 50 5 RP**1003 X v Fig4 0.35 [ J
MPB100-025R02P20-RP10 25 2 25 20 160 50 5 RP**1003 X N Fig5 0.37 [ J
MPB100-025R02P20-RP10L 25 2 25 20 200 50 5 RP**1003 X v Fig5 0.47 [ J
MPB100-025R02P25-RP12 25 2 25 25 160 50 6 RP*%*1204 X N Fig3 0.51 [ J
MPB100-025R03P25-RP08 25 3 25 25 160 50 4 RP**08T2 X X Fig3 0.55 o
MPB100-032R02P25-RP12 32 2 32 25 160 50 6 RP**1204 X v Fig5 0.57 [ J
MPB100-032R02P25-RP12L 32 2 32 25 200 60 6 RP*%*1204 X v Fig5 0.73 o
MPB100-032R03P25-RP12 32 3 32 25 160 50 6 RP**1204 X N Fig5 0.56 [ )
MPB100-040R02P32-RP16 40 2 40 32 200 65 8 RP**1606 X X Fig5 1.15 [ J

@ Stock O Available Upon Order
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Profile Milling
RE
Positive Type Precision Profile Milling Inserts
IC
Dimensions (mm) Coated Cemented Carbide Cemepted Cermet
carbide
Order No. S wl o - =
n o wmw = n F L v o v
c s re Dl § § & 58 £ % &S 525 % =
I3 ElF 2= 3 Q3|2 2 =
(U] (U] (G} (U] (G} (U] (U] (U] (G} (U] (U] (U] (U] (U]
: RCET10T3MO-EM 10 397 5 44 @ O @ O
RCET1204MO0-EM 12 476 6 4 @ @ O [ o
RCET1606MO0-EM 16 635 8 55 O @ O o O O
° RCET2006M0-EM 20 635 10 65 o 0 °
RCET1204MOT-EH 12 476 6 4 O O
RCET1606MOT-EH 16 635 8 55 ® O O @
RCET2006MOT-EH 20 635 10 6.5 ® O
! RCET1204M0-MM 12 476 6 4 () O
I RCET1606MOT-KH 6 635 8 55 O O @ O

@Stock OAvailable Upon Order
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Profile Milling
RE
o, . . . . E
Positive-type Economic Profile Milling Inserts
70
IC Vs
Dimensions (mm) Coated Cemented Carbide Cemer_\ted Cermet
Carbide
Order No. Q P - E
n o 1w = un || oW
€ s R o § 3 8§58 35 3Sceog ¢ 5
I3l 88 = =182 %2 2 =
(U] (G) gluo | olUu (U] (LAERGERGERGERG) (U] (U]
RCMT1606MOT-KM 16 635 8 55 ®

@Stock OAvailable Upon Order

Rc Series Geometry

Medium Cutting of General =~ Medium Cutting of General Medium Cutting of Stainless  Heavy Cutting of Stainless Heavy Cutting of General
Materials Materials Steel Materials Steel Materials Materials

Under general working Under general working Twin rake angle design Chamfering desian gives the Small rake angle +
conditions, to achieve high- = conditions, to achieve high- | balances the strength and . edge mo?e s%ren th chamfering design gives the
stability machining. stability machining. sharpness of the land. 9 edg gth. cutting edge more strength.
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Profile Milling

MPC100

Mandrel Type

G G
O % ®

LE
LE

nc \ % e ] g
Fig1 Fig2
. ) Maximum
Order No. ‘Diamete Teeth pimensions (mm) CDU;E)TI? MIitSC::d ‘Icn;gmzl‘ Diagram‘ V\ﬁzg;]t ‘In Stock
DC ‘ DCON LF KWW ‘ KDP APMX ‘ ‘
MPC100-050R04A22-RC12 50 4 50 22 50 10.4 6.3 6 RC**1204 X Fig1 0.31 [}
MPC100-050R05A22-RC12 50 5 50 22 50 10.4 6.3 6 RC**1204 X Fig1 0.32 [ J
MPC100-063R04A22-RC12 63 4 63 22 50 10.4 6.3 6 RC**1204 X Fig1 0.54 [ J
MPC100-063R04A22-RC16 63 4 63 22 50 10.4 6.3 8 RC**1606 X Fig1 0.43 [}
MPC100-063R05A22-RC12 63 5 63 22 50 10.4 6.3 6 RC**1204 X Fig1 0.50 [ J
MPC100-063R05A22-RC16 63 5 63 22 50 10.4 6.3 8 RC**1606 X Fig1 0.45 [ J
MPC100-063R06A22-RC12 63 6 63 22 50 10.4 6.3 6 RC**1204 X Fig1 0.51 [ J
MPC100-080R05A27-RC16 80 5 80 27 50 12.4 7 8 RC**1606 X Fig1 0.80 [ J
MPC100-080R06A27-RC12 80 6 80 27 50 12.4 7 6 RC**1204 X Fig1 0.87 [ J
MPC100-080R06A27-RC16 80 6 80 27 50 12.4 7 8 RC**1606 X Fig1 0.78 [ J
MPC100-100R06B32-RC16 100 6 100 32 50 14.4 8 8 RC**1606 X Fig2 1.1 [ )
MPC100-100R06B32-RC20 100 6 100 32 50 14.4 8 10 RC**2006 X Fig2 1.06 [ )
MPC100-125R07B40-RC20 125 7 125 40 63 16.4 9 10 RC**2006 X Fig2 2.35 [ )
MPC100-160R08B40-RC20 160 8 160 40 63 16.4 9 10 RC**2006 X Fig2 4.49 [ J
@Stock OAvailable Upon Order
% | 2
Fig3 ) 9|

MPC100 i

Cylindrical Straight Shank Type w

DCON

‘ ‘ Dimensions (mm) ERAlA ‘ ‘ ‘ ‘
Order No. Diameter Teeth c;tt'ng Matched Insert Inter_nal Diagram Rl In stock
‘ DC ‘ DCON ‘ LF ‘ L epth ‘ ‘ cooling ‘ (KG)
APMX

MPC100-020R02P20-RC10 20 2 20 20 110 60 5 RC**10T3 X Fig3 0.23 [
MPC100-025R02P20-RC10 25 2 25 20 160 50 5 RC**10T3 X Fig4 0.36 [ ]
MPC100-032R02P25-RC12 32 2 32 25 200 50 6 RC**1204 X Fig4 0.72 [ ]
MPC100-040R03P32-RC12 40 8 40 32 200 50 6 RC**1204 X Fig4 1.18 [

@ Stock O Available Upon Order
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List of Tool Accessories

Parts Name Clamp Plate Screw CFl?aTep Insert Screw Recc_)rr:rrgjgded Insert Screw Wrench
\\\\\\\\\\\ Shape
Suitable Insert \\\\\ \‘.‘ -

RD**05 o,fl‘fr — - SI60M020037-028065 0.6N-m TT06PQ -
RD**07 Orflffr = = SI60M025050-035095 1.0N'm TT07PQ =
R s | Grder - — SI60M025065-035095 1.0N'm TT07PQ -
A1 Older  SI60M035100055105  CAXOTRQ  SIGOM040089-05313 3.5N-m TT15PB -
RC**10 o'z?r — - SI60M040089-053135 3.5N'm TT15PB —
';E:: 3 Orfl‘i‘_” SI60M035120-053145 CAXO02RQ | SIGOMO040089-053135 3.5Nm TT15PB —
RC*#12 O,ff(’)‘?r — — SI60M035080-05314S 3.0N'm TT15PB —

RP*fFG* ;;15;*1 . o'szr — — SI60M050108-072095 5.0N'm TT20PQ TT207B
RC*+20 O,flffr — — SI60M060160-085095 7.5N'm — TT25TB
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Recommended Cutting Data

. ; Feed/edge fz (mm)
. . Material Cutting Speed Insert
Machined Material MErees Grade Ve(m/min) Specifications Light Cutting (1) Medium Cutting Heavy Cutting
(M) (H)
05 0.08 0.1 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
GA4325 08 (0.05-0.15) (0.08-0.18) (0.10-0.25)
GPM7120
. 180 10 0.15 0.2 0.25
Mild steel < HB180 GA4225
GA4230 (140-220) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
GPa225 1% 0.18 025 03
(0.1-0.25) (0.15-0.35) (0.2-0.45)
20 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
05 0.08 0.1 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
GPM7120 08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
GA4325
Carbon steel, HB180-350 GP2115 160 10 0.15 0.2 0.25
alloy steel GA4225 (120-200) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
GA4230
GP4225 16 0.18 0.25 0.3
(0.1-0.25) (0.15-0.35) (0.2-0.45)
20 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
05 0.08 0.1 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
GPM7120 08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
Pre- GA4325
120 10 0.15 0.2 0.25
hardened HRC35-45 GP2115
steel GA4230 (80-160) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
GA4225 1 0.18 025 03
(0.1-0.25) (0.15-0.35) (0.2-0.45)
20 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
05 0.08 0.1 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
Stainless
. GM2140 140 10 0.15 0.2 0.25
<
steel (ferritic, | <HB270 Gvii3s  (100-180) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
martensitic)
16 0.18 0.25 0.35
(0.1-0.25) (0.15-0.35) (0.2-0.45)
20 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
M 05 0.08 0.1 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
Stainless
steel < HB270 GM2140 120 10 0.15 0.2 0.25
(austenitic, = GM4135 (80-160) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
duplex)
P 16 0.18 0.25 0.35
(0.1-0.25) (0.15-0.35) (0.2-0.45)
20 0.2 0.3 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
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Recommended Cutting Data

. . Feed/edge fz (mm)
. ; Material Cutting Speed Insert
HEICILTECIE] Hardness Grade Vc(m/min) Specifications Light Cutting (L) Medium Cutting ~ Heavy Cutting
(M) (H)
o 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
. GK2115 180 10 0.15 02 0.25
<
Gry@stien | SEEZED | gugas (150-220) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
6 0.18 0.25 03
(0.1-0.25) (0.15-0.35) (0.2-0.45)
2 02 03 0.35
(0.12:0.25) (0.15-0.4) (0.2-0.45)
m o 0.08 0.15 0.12
(0.05-0.15) (0.08-0.15) (0.08-0.2)
07 0.08 0.12 0.15
08 (0.05-0.15) (0.08-0.18) (0.1-0.25)
Nodular cast
iron, <upsse | GK211S 120 10 0.15 0.2 0.25
Compact S GK4125 (100-180) 12 (0.1-0.25) (0.15-0.3) (0.2-0.35)
graphite iron
0.18 0.25 03
16 (0.1-0.25) (0.15-0.35) (0.2-0.45)
2 02 03 0.35
(0.12-0.25) (0.15-0.4) (0.2-0.45)
Heat-resistant
40 0.08 0.12
B . Clleys, AIRGS | @ (30-60) & (0.05-0.15) (0.08-0.15) -
titanium alloys

@ Tool rotation speed (min™)=(1000 X cutting speed)(3.14 X tool cutting edge diameter).
@ Machine workbench feed (mm/min)=feed per edge X number of tool teeth X tool rotation speed.
@ Recommended parameter combination for S-type materials is used with the SM geometry.
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Recommended Relationship Between Feed Per Tooth and Cutting
Depth for RD/RP/RC Inserts

et Working Cutting depth ap (mm)
Specifications ~ condition 0.1 05 1 15 > 25 3 4 5
Meclum 0.35 0.17 0.12 0.1 _ _ _ _ B
M (022063)  (0.080.26) (0.06:0.21) (0.05-017)
05
Deavy 0.45 02 0.16 0.14 _ _ _ _ _
(029095 (012038  (0.09-0.28)  (0.07-0.25)
Meclum 0.59 0.27 02 0.17 0.15 _ _ _ B
. S 02309 (01:041)  (00803)  (0.06-026) (0.03-0.23)
7
08
Jeey 0.68 0.31 023 0.19 017 _ . . .
D 032113)  (014052) (011038  (0.09-032)  (0.08:0.29)
Light Cutting 075 0.34 0.25 0.21 0.19 017 _ _ _
w (0.25-09)  (0.11-0.41)  (0.08-0.3) = (0.07-0.25)  (0.06-0.23) (0.05-0.21)
10 “ésgt'if]m 0.9 0.41 0.30 0.25 0.23 0.21 . . .
Mo (025126 (011057) (0.08042) (0.07-035 (0.06031) (0.05-0.28)
Heavy 1.01 0.46 033 028 0.25 023 . B B
(035151 (016069 (01205 | (01-042)  (0.090.38) (0.080.35)
Light Cutting ~ 0.83 0.38 0.27 0.23 0.2 018 0.17 _ .
) (0.28-1.1)  (0.13-0.5)  (0.09-0.36) (0.08-0.3) @ (0.07-0.27) (0.06-0.25) (0.06-0.23)
" Meclum 0.99 0.45 0.33 0.27 0.24 0.22 0.21 _ B
S (028138  (0.130.63) (0.09045) (0.08038) (0.07-034) (0.06-031) (0.06-0.29)
CTital\r/\y 1.1 0.5 036 03 0.27 0.25 0.23 _ _
(039165 (018075 (013-0.54) (0.110.45) (0.09-04) (0.080.37) (0.08-0.35)
LightCutting  1.14 0.52 037 0.31 0.27 025 0.23 0.21 _
w (0.32-159) | (0.14-0.72)  (0.1-0.52) | (0.09-0.43) (0.08-0.38) (0.07-0.35) (0.06-0.32) (0.06-0.29)
6 Meclum 127 0.57 0.41 0.34 0.30 0.28 0.26 0.23 B
S 03219 (014086 (01-062) (0.09-051) (0.08-045) (0.07-041) (0.06-038)  (0.06-0.35)
leavy 1.59 0.72 0.52 043 0.38 035 0.32 0.29 _
0 (044258 (020115 (0.140.83) (012069) (011-06) (0.1-0.54)  (0.09-0.51) (0.08-046)
20 e 214 0.97 0.71 0.58 0.5 0.46 0.42 0.38 0.34
o (059-349)  (025-1.60) (0.181.17) (0.15:09) (0.14-0.81) (013-073) (0.12-068) (011-061) (0.1-0.55)

Notes: For circular insert cutting, generally ap<25%IC. When the cutting depth exceeds this value, it is recommended to use SNEU/
SEET/HNG(K)U series inserts with Kr = 45°,
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Profile Milling

QTD < 7
L_IL
Ball Nose Milling Inserts - Elﬁ -
IC S
Dimensions (mm) Coated Cemented Carbide Cemepted Cermet
Carbide
Order No. 2 o | o - =
n o un = n =4 n S o
RE I LF s § § &5 8 £ 3%~ 8 %25 % =
I3 |22 = =|3 <\ 3|2 2 2
U |lU | U v | uv|lu vl uolow|luo|lo|o G} [G]
QTD1203 6 12 10 35 3 [} [ ]
QTD1604 8 16 12 4 4 [} [ ]
QTD2005 10 20 15 5 5 [} [ ]
QTD2506 125 25 185 6 6 [} [ J
QTD3007 15 30 225 8 7 [} [ J
QTD3207 16 32 235 8 7 [} [ J
@Stock (OAvailable Upon Order
QTD-S-1
Curved Edge Ball Nose Milling Inserts
Dimensions (mm) Coated Cemented Carbide Cemepted Cermet
Carbide
Order No. Q | o s
n o wmw T in lw| w| o|W n
RE € 1F o1 s § &8 § 5 3353 <235 & =
3 ¥ I 2 453 & = =3 ¢ ¥ = 2 g
UlY|luUu U |lu|luv Vv lUuluvlUu|lu|u (G] (G]
QTD1203-S-T 6 12 10 35 3 [ J
QTD1604-S-T 8 16 12 4 4 [ ]
QTD2005-S-T 10 20 15 5 5 o
QTD2506-S-T 125 25 185 6 6 o
QTD3007-S-T 15 30 225 8 7 o
QTD3207-S-T 16 32 235 8 7 o

@Stock OAvailable Upon Order
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Profile Milling

MBA100

BD

Cylindrical Straight Shank Type ] Y y
Fig1
Order No. Diameter Teeth pimensions (mm) MI?ltsc:ret!d ?gglrir:;l Diagram W(f('g)ht In Stock
DC ‘ DCON ‘ BD ‘ LF ‘ LU ‘ RE
MBA100-012R01P12-QT125 12 1 12 12 105 90 30 6 QIDI203 X  Figl 007 @
MBA100-012R01P12-QT12 12 1 12 12 105 120 60 6 QD103 X  Figl 009 @
MBA100-012R01P12-QT12L 12 1 12 12 105 150 9 6 QIDI203 X  Figl 011 @
MBA100-016R01P16-QT165 16 1 16 16 145 100 35 8 QIDI604 X  Figl 014 @
MBA100-016R01P16-QT16 16 1 16 16 145 135 70 8 QIDI604 X  Figl 018 @
MBA100-016R01P16-QT16L 16 1 16 16 145 170 100 8  QIDI604 X  Figl 023 @
MBA100-020R01P20-QT205 20 1 20 20 185 110 45 10 QTD2005 X  Figl 023 @
MBA100-020R01P20-QT20 20 1 20 20 185 160 80 10 QTD2005 X  Figl 034 @
MBA100-020R01P20-QT20L 20 1 20 20 185 210 135 10 QTD2005 X  Figl 044 @
MBA100-025R01P25-QT255 25 1 25 25 23 125 50 125 QID2506 X Figl 041 @
MBA100-025R01P25-QT25 25 1 25 25 23 180 100 125 QTD2506 X  Figl 059 @
MBA100-025R01P25-QT25L 25 1 25 25 23 235 150 125 QID2506 X Figl 077 @
MBA100-030R01P32-QT30S 30/32 1 30/32 32 285 150 60 15/16 ggggg; x Figl 078 @
MBA100-030R01P32-QT30 30/32 1 30/32 32 285 200 120 15/16 ggggg; X Fgl 102 @
MBA100-030R01P32-QT30L 30/32 1 30/32 32 285 270 180 15/16 ggggg; x Figl 138 @

@ Stock O Available Upon Order
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Profile Milling

Indexable Milling Tools | MILLING

MBA100 ‘ -
2 ’ )
{ R 2
. . =]
Cylindrical Tapered Neck Type By N
LF
Fig2
Dimensions (mm) q
Order No. Diameter Teeth Mlatm:d I(?telr'nal Diagram Wi'(g;ht In Stock
DC ‘ DCON ‘ LF ‘ LU ‘ RE ‘ B5 nse ocling (KG)
MBA100-012R01P16T-QT12L 12 1 12 16 145 85 6 14° QIDI203 X Fig2 017 @
MBA100-016R01P20T-QT16L 16 1 16 20 166 100 8  12° QIDI604 X Figz 030 @
MBA100-020R01P25T-QT20L 20 1 20 25 191 115 10  13° QTD2005 X Figz 053 @
MBA100-025R01P32T-QT25L 25 1 25 32 215 135 125 16° QID2506 X Fig2 090 O
MBA100-030RO1P32T-QT30L  30/32 1 30/32 32 240 160 15/16 03° ggggg; x Figz 119 @

@ Stock O Available Upon Order
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Profile Milling

MBA100

Replaceable Tool Bit

DCON
DCSFMS

Fig3
Dimensions (mm) q
Order No. Diameter Teeth MIatCh(:d Igtelr.nal Diagram W(:‘('ght n Stock
DC ‘ DCSFMS ‘ DCON‘ LF ‘ RE ‘ CRKS nser ocling (KG)
MBA100-012R01M06-QT12 12 1 12 11.5 65 20 6 M6  QTD1203 X Fig3 0.1 ®
MBA100-016R01M08-QT16 16 1 16 15 85 23 8 M8 QTD1604 X Fig3 002 @
MBA100-020R01M10-QT20 20 1 20 185 105 30 10 MI10  QTD2005 X Fig3 005 @
MBA100-025R01M12-QT25 25 1 25 24 125 35 125 MI12  QTD2506 X Fig3 008 @
MBA100-030R0TM16-QT30  30/32 1 30/32 29 17 43 1516 w16 QID3007 Fig3 015 @
QTD3207
@ Stock O Available Upon Order
List of Tool Accessories
Parts Name Insert Screw ReEeImmEnCEE Insert Screw Wrench
Torque
Shape

Suitable Insert

QTD1203 Order No. SBM035095Q 2.0N'm TT10KQ —
QTD1604 Order No. SBM040135Q 3.0N'm TT15KQ —
QTD2005 Order No. SBM050165Q 4.0N'm TT20KQ —
QTD2506 Order No. SBM060200Q 5.0N'm TT20KQ —
QTD3007 Order No. SBM080250Q 6.0N'm — TT30TQ
QTD3207 Order No. SBM080250Q 6.0N'm — TT30TQ
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Recommended Cutting Data

Maximum Maximum Feed/edge fz (mm)
) . Material Cutting Speed  Cutting Cutting A X
Machined Material [ Grade Ve(m/min) Depth Ap Width Tool Diameter: ®D(mm)
(mm) | Ae(mm) 12 16 20 25 30 32
SoftSteel = <HB180 = GA4225 400 0306  D/40 0306 0306 0508 0508 07-1.0 0.7-1.0
(360-440)
Carbon Steel, 350
n Alloy Steel HB180-350 GA4225 (310-390) 0.3-0.6 D/40 0.3-0.6 0.3-0.6 0.5-0.8  0.5-0.8 0.7-1.0 0.7-1.0
Pre-hardened 350
Steel HRC35-45 GA4225 (310-390) 0.3-0.6 D/40 0.3-0.6 A 0.3-0.6 | 0.5-0.8  0.5-0.8  0.7-1.0 0.7-1.0
Gray CastIron < HB280 GH4115 (41‘(‘51090) 0.3-0.6 D/50 0.2-0.5 0.2-0.5 04-0.7 04-0.7 0.7-1.0 0.7-1.0
Nodular Cast 350
Iron, Compact < HB350 GH4115 0.2-0.5 D/40 0.1-04  0.1-04 | 0.3-0.6 A 0.3-0.6 | 0.5-0.8 0.5-0.8
N (310-390)
Graphite Iron
Quenched 150
m Steel HRC48-55 GH4115 (110-190) 0.1-0.3 D/50 0.1-0.4 0.1-04 | 0.2-0.5  0.2-0.5  0.2-0.5 0.2-0.5

Insert Installation Steps:

Clean the positioning surface of the insert by meth-
ods such as blowing with an air gun.

v

Align the front mark of the insert with the screw 1
tightening side of the tool, and insert the insert.

Tighten the screw with a wrench. Do not press the l

insert during the tightening process.

v

Installation is completed.

Front Mark of
the Insert
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Fast Feed Milling

UD/UP

Positive-type Three Edged Fast Feed Milling Insert E
IC
Dimensions (mm) Coated Cemented Carbide et Cermet
Carbide
Order No. Q w | o - " =
n o w T in F 0| vl o v
€ s an ot § § &858 3 58235 ¢ 5
::r } ::r & a o = = ¥ ¢ 3| = z &
(U] (U] (U] (U] (O] (U] (O] (U] (U] (U] (U] (G} (G} (U]
UPET170520-PM 13 55 11° 55 @ @ O
UDET080308-MM 68 3.18 15° 28 @ @ () ®
6 UDET12T312-MM 96 397 15° 44 @ @ (]
UDMT080308T-MH 6.8 3.18 15° 28 @ @
6 UDMTI2T312T-MH 9.6 3.97 15° 44 @ @
UDMW12T312T 96 397 15° 44 @ @ ®
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UD/UP Series Geometry

Medium Duty Cutting of Steel
Materials

Medium Duty Cutting of Stainless
Steel Materials

Indexable Milling Tools | MILLING

Heavy Duty Cutting of Stainless
Steel Materials

Heavy Duty Cutting of General
Materials

MM

None

Medium rake angle with
chamfering,

suitable for medium duty cutting.

Larger positive rake angle makes
the cutting edge sharp.

Smaller rake angle gives the cutting
edge more strength.

Tablet design gives the cutting edge
more strength.
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Fast Feed Milling

DCON a DCON

L L™

I [ 1S
Mandrel Type a‘,‘ A a7 ol
D( DC ¥

Fig1 Fig2

. ) Maximum
Order No ‘ Blemeiar ‘ Teeth DRSS (i) Cutting Matched ‘ Internal ‘ Diagram ‘ Weight ‘ In
‘ DC ‘ DCX ‘ DCON ‘ LF ‘ KWW ‘ KDP Depth ‘ Insert ‘ Cooling ‘ ‘ (KG) ‘Stock
APMX

MKA110-040R05A16-UD08 40 5 32 40 16 40 8.4 5.6 1 UD**0803 X Fig1 0.20 [ J
MKA110-050R04A22-UD12 50 4 39 50 22 40 104 6.3 1.5 UD**12T3 X Fig1 0.31 [ ]
MKA110-050R06A22-UD08 50 6 42 50 22 40 104 6.3 1 UD**0803 X Fig1 0.35 [ ]
MKA110-063R04A22-UP17 63 4 43 63 22 50 104 6.3 2 UP**1705 X Fig1 0.58 [ ]
MKA110-063R05A22-UD12 63 5 52 63 22 50 104 6.3 1.5 UD**12T3 X Fig1 0.59 [ ]
MKA110-063R05A22-UP17 63 5 43 63 22 40 104 6.3 2 UP**1705 v Fig1 0.45 [ ]
MKA110-080R05A27-UP17 80 5 60 80 27 50 124 7 2 UP**1705 X Fig1 0.94 [ ]
MKA110-080R06A27-UP17 80 6 60 80 27 50 124 7 2 UP**1705 X Fig1 1.02 [ )
MKA110-100R06B32-UP17 100 6 80 100 32 50 144 8 2 UP**1705 X Fig2 1.38 [ ]
MKA110-125R07B40-UP17 125 7 105 125 40 63 16.4 9 2.0 UP*%*1705 X Fig2 2.38 [ ]
MKA110-160R08B40-UP17 160 8 140 160 40 63 16.4 9 2.0 UP**1705 X Fig2 4.69 [ )

@ Stock O Available Upon Order

DCON

MKA110 5

APMX

Cylindrical Straight Shank Type

LU

LF

Fig3
‘ ‘ Dimensions (mm) HEPALLR ‘ ‘ ‘ ‘
order No Diameter Teeth Cutting Matched  Internal Diagram Weight In
. ‘ DC ‘ DCX DCON‘ LF ‘ L Depth ‘ Insert ‘ Cooling ‘ ‘ (KG) ‘ Stock
APMX
MKA110-020R02P20-UD08S 20 2 12 20 20 120 40 1 UD**0803 X Fig3 0.26 [ J
MKA110-020R02P20-UD08 20 2 12 20 20 160 50 1 UD**0803 X Fig3 0.36 [}
MKA110-020R02P20-UDO8L 20 2 12 20 20 200 65 1 UD**0803 X Fig3 0.45 [ J
MKA110-025R02P25-UD08S 25 2 17 25 25 120 40 1 UD**0803 X Fig3 0.42 [ ]
MKA110-025R02P25-UD08 25 2 17 25 25 160 50 1 UD**0803 X Fig3 0.57 [ ]
MKA110-025R02P25-UD12 25 2 14 25 25 160 50 1.5 UD**12T3 X Fig3 0.55 [ ]
MKA110-025R03P25-UD08 25 3 17 25 25 160 40 1 UD**0803 X Fig3 0.56 [ ]
MKA110-030R03P32-UD12 30 3 19 30 32 200 50 1.5 UD**12T3 X Fig3 1.1 [}
MKA110-032R03P32-UD12 32 3 21 32 32 200 50 1.5 UD**12T3 X Fig3 1.15 [ J
MKA110-035R03P32-UD12 35 3 24 35 32 200 50 1.5 UD**12T3 X Fig3 1.18 [}
MKA110-035R05P32-UD08 35 5 27 35 32 200 50 1 UD**0803 X Fig3 1.20 [ J

@ Stock O Available Upon Order
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Fast Feed Milling

% {E\ C T
9 9 )E L]
)
. ol Z
Replaceable Tool Bit e e % gz
[a]
=]
Fig4
Dimensions (mm) Maximum
oOrder No Diameter | Teeth cutting Matched Internal Diagram Weight In
DC ‘ DCX ‘ DCSEMS ‘ DCON ‘ LF ‘ crks ~ depth Insert Cooling (KG)  Stock
APMX
MKA110-020R02M10-UD08 20 2 12 20 18 10.5 30 M10 1 UD**0803 v Fig 0.05 [}
MKA110-025R03M12-UD08 25 3 17 25 23 125 35 M12 1 UD**0803 v Fig4 0.10 [ J
MKA110-032R03M16-UD08 32 3 24 32 28 17 40 M16 1 UD**0803 N Fig4 0.21 [ J
MKA110-032R03M16-UD12 32 3 21 32 28 17 40 M16 13 UD**12T3 v Fig4 0.17 [ J
MKA110-032R04M16-UD08 32 4 24 32 28 17 40 M16 1 UD**0803 v Fig4 0.20 [ J
MKA110-035R05M16-UD08 35 5 27 35 29 17 40 M16 1 UD**0803 v Fig4 0.21 [ )
@ Stock O Available Upon Order
List of Tool Accessories
Parts Name Insert Screw Recommended Torque Insert Screw Wrench
Shape
Suitable Insert
UD**0803 Order No. SI60M025065-03610IS 1.2N'm TIO7PB —
UD**12T3 Order No. SI60M040085-056091B 3.5N'm TI15PB —
UP**1705 Order No. SI60M050108-072141B 5.0N'm TI20PB TI20TB

Machining Program Parameters

e Approximate A f
Insert Specifications Programmed Fillet R (mm) Cutting Residue K (mm)
UD**0803 18 0.6 Cutting Residue K
UD**12T3 2.6 0.9
Approximate
UP**1705 3.5 1.0 Programmed Fillet R
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Ud/Up Inserts

Recommended Relationship Between Feed and Cutting Depth for

. Feed/edge fz Cutting Depth Ap (mm)
S (mm)
Insert Specifications ~_ 0.5 1 1.5 2
0.8 0.5
08 (0.61.2) (0.4-0.8) - -
o 1.5 1.2 0.8 .
(1.0-2.0) (0.8-1.5) (0.6-1.2)
17 2 1.5 1.2 0.8
(1.8-2.5) (1.0-2.0) (0.8-1.5) (0.6-1.2)
Recommended Cutting Data
. Recommended ) Feed/edge fz (mm)
Machined Material I-,:g?-(tiir:aasls Grade Specifications  Cutting Depth Clilt;'rllg/rsn’?:)ed Medium Cutting
ap(mm) (M) Heavy Cutting (H)
UD**0803 0.5
GA4225 180 1.2 1.5
< *k
Soft Steel < HB180 GA4230 UD#**12T3 0.7 (140-220) (0.8-1.5) (1.0-2.0)
UP*%*1705 1
UD**0803 0.5
GA4225
Carbon Steel, Alloy o 150 1.0 1.2
n Steel HB180:350 | GAdzs0 | UpTizi3 07 (110-190) (0.8-1.2) (1.0-1.4)
UP*%*1705 1
% k|
GA4230 UD**0803 0.5 120
- - *%
Pre-hardened Steel HRC35-45 213312123 UD**12T3 0.7 (80-160) 0.81.2) (1.0-1.4)
UP*%*1705 1
UD**0803 0.5
Stainless Steel
P GM2140 120 0.8 1.0
(Ferritic, < HB270 UD**12T3 0.7
Martensitic) GA4230 (80-160) (0.6-1.0) (0.8-1.2)
M UP*%*1705 1
UD**0803 0.5
Stainless Steel 100 0.6 0.8
< *k
(Austenitic, Duplex) = HB270 GM2140 ub**1213 07 (60-140) (0.4-0.8) (0.6-1.0)
UP*%*1705 1
UD**0803 0.5
GK2115 180 1.2 1.5
< *k
Gray Cast Iron < HB280 GK4125 UD**12T3 0.7 (110-220) (0.81.5) (1.0-2.0)
m UP**1705 1
Nodular Cast Iron GKA4125 UD**0803 0.5 120 12 15
i < *k . .
Compaft Graphite < HB350 GK2115 UD**12T3 0.7 (80-160) (0.8-1.5) (1.0-2.0)
ron UP**1705 1
k|
Heat-Resistant L0203 0z 40 03 04
o g " L !
Alloys, Titanium HRC30-45 GS4130 UD**12T3 0.7 (30-60) (0.15-0.4) 0.2:0.6)
Alloys UP**1705 1
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Fast Feed Milling

SDMT

Positive-type Four Edged Fast Feed Milling Inserts

. . X Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
Order No. Q P =
n o w Y in n F L v o 0 @
c s o rRe § & 5 8§ £35S 23F & =
3 3 3 2 83 & = =3 ¢ % % z e
(GG NG AN BRGNS BNG A AN G IR GI G B G  NG N G (G] G}
SDMT120512-GM 127 556 44 12 @ @ @@ © @ © e 6 o o
SDMT150512-GM 15.875 556 55 12 @ @ @ [ ]
SDMT120512-GH 127 556 44 12 @ @ @ @ [ J [ ]
SDMT150512-GH  15.875 5.56 5.5 2 @ @ O [ J
% SDMT09T307-SM 9 350 35 07 e O [ J
% SDMT120512-SM 12.7 556 4.4 1.2 o O [ J
Note: @Stock OAvailable Upon Order

% 1. GM\GH slot shape inserts correspond to the MKB13 series tool.
% 2. SM slot shape inserts correspond to the MKM113 series tool.
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SDMT Series Geometry

Medium Cutting of General Materials

Heavy Cutting of General Materials

Medium Cutting of Difficult-to-machine
Materials

Medium rake angle with chamfering, suitable for
medium duty cutting.

Large edge width and small rake angle,
suitable for heavy duty cutting.

Gradual rake angle, suitable for medium
duty cutting.
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Fast Feed Milling

MKB113

Mandrel Type

Indexable Milling Tools | MILLING

Fig2
Order No. Diameter ITeeth Dimensions (mm) M%’ft'?nlgm Matched Inte(nal‘ Diagram Weight ‘In Stock
DC ‘DCX ‘ DCON‘ LF ‘ Kww ‘ KDP Agm Insert C°°"”9‘ (KG)
MKB113-050R04A22-5D 12 50 4 34 50 22 40 104 63 2 SDMT1205 X  Figl 021 @
MKB113-052R05A22-5D 12 52 4 36 52 22 40 104 63 2 SDMT1205 X  Figl 023 @
MKB113-063R04A22-5D 12 63 4 47 63 22 40 104 63 2 SDMT1205 X Figl 042 @
MKB113-063R04A22-5D15 63 4 42 63 22 40 104 63 3 SDMT1505 X  Figl 038 @
MKB113-063R05A22-5D 12 63 5 47 63 22 40 104 63 2 SDMT1205 X  Figl 042 @
MKB113-080R05A27-5D 12 80 5 64 80 27 50 124 7 2 SDMT1205 X  Figl 101 @
MKB113-080R05A27-5D15 80 5 59 80 27 50 124 7 3 SDMT1505 X  Figl 075 @
MKB113-080R06A27-5D 12 80 6 64 8 27 50 124 7 2 SDMT1205 X  Figl 098 @
MKB113-100R06B32-5D12 100 6 8 100 32 50 144 8 2 SDMT1205 X Fig2 117 @
MKB113-100R06A32-5D15 100 6 79 100 32 50 144 8 3 SDMT1505 Figl 119 @
MKB113-100R06B32-5D15 100 6 79 100 32 50 144 8 3 SDMT1505 X  Fig2 105 @
MKB113-100R07B32-5D12 100 7 8 100 32 50 144 8 2 SDMT1205 X  Fig2 117 @
MKB113-125R07B40-5D15 125 7 104 125 40 63 164 9 3 SDMTI505 X  Fig2 227 @
MKB113-160R09C40-SD12 160 9 144 160 40 63 164 9 2 SDMT1205 X Fig3 371 @

Note:

% SDMT1205 represents the SDMT120512-GM/GH insert.

@ Stock O Available Upon Order
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Fast Feed Milling

MKB113

‘ DCX
o)L O
DCON

Cylindrical Straight Shank Type sewc |l
LU
LF
Fig4
‘ ‘ T (i) MgL)J(ti;?nL;m ‘Internal‘ ‘ Weight ‘ In
Order No. Diameter Teeth Matched Insert . Diagram
‘ DC ‘ DCX ‘ DCON ‘ LF ‘ L Depth ‘ ‘ Cooling ‘ ‘ (KG) ‘ Stock
APMX
MKB113-032R02P32-5D12S 32 2 16 32 32 160 70 2 SDMT1205 X Figd 0.86 [ J
MKB113-032R02P32-SD12 32 2 16 32 32 200 70 2 SDMT1205 X Figd 1.12 [ J
MKB113-035R03P32-SD12 35 3 19 35 32 200 70 2 SDMT1205 X Fig4 1.12 [ J
MKB113-040R03P32-SD12 40 3 24 40 32 200 70 2 SDMT1205 X Fig4 1.16 [ J
Note: @Stock OAvailable Upon Order

% SDMT1205 represents the SDMT120512-GM/GH insert.

Fast Feed Milling

MKB113

DCX

M% LT
. L]

o
Replaceable Tool Bit newx | 93¢
8 9 o
LE o a
[l
Fig5
i q Maximum
Order No Biamaiar Tesih Dimensions (mm) Cutting ~ Matched ‘Internal‘Diagram Weight‘ In
‘ DC ‘ DCX ‘ DCSEMS ‘DCON‘ LF ‘ CRKS Depth ‘ Insert ‘Coollng ‘ (KG) ‘ Stock
APMX
MKB113-032R02M16-SD12 32 2 16 32 28 17 40 M1e 2 SDMT1205 v Fig5 0.16 [ J
MKB113-032R03M16-SD12 32 3 16 32 28 17 40 M1le 2 SDMT1205 v Fig5 0.16 [ J
MKB113-035R03M16-SD12 35 3 19 35 29 17 40 M1le 2 SDMT1205 v Fig5 0.17 [ ]
MKB113-040R03M16-SD12 40 3 24 40 29 17 40 M1le 2 SDMT1205 v Fig5 0.19 [ ]

@Stock OAvailable Upon Order
Note:

% SDMT1205 represents the SDMT120512-GM/GH insert.

160 _ GESAC



Indexable Milling Tools | MILLING

Fast Feed Milling

MKM113

Mandrel Type

DCON

LF
LF

apux []

Fig1 Fig2
) Pl R ) MCaL)J(tii?nLi_;m Internal‘ . Weight ‘ In
Order No. Diameter Teeth be ‘ bex ‘ BCON ‘ ' ‘ W ‘ «op Depth Matched Insert Cooling ‘Dlagram (KG) ‘Stock
APMX

MKM113-040R05A16-SD09 40 5 25 40 16 40 8.4 5.6 1 SDMTO09T307-SM v Fig1 0.17 O
MKM113-042R05A22-SD09 42 5 27 42 22 40 104 6.3 1 SDMTO09T307-SM v Fig1 0.16 O
MKM113-050R05A22-SD12 50 5 27 50 22 40 104 6.3 2 SDMT120512-SM v Fig1 0.28 O
MKM113-050R06A22-SD09 50 6 35 50 22 40 104 6.3 1 SDMTO09T307-SM v Fig1 0.27 O
MKM113-050R07A22-SD09 50 7 35 50 22 40 104 6.3 1 SDMTO09T307-SM v Fig1 0.29 O
MKM113-052R05A22-SD09 52 5 37 52 22 40 104 6.3 1 SDMTO09T307-SM v Fig1 0.33 O
MKM113-052R05A22-SD12 52 5 29 52 22 40 104 6.3 2 SDMT120512-SM N Fig1 0.28 O
MKM113-052R07A22-SD09 52 7 37 52 22 40 104 6.3 1 SDMTO09T307-SM v Fig1 0.33 (@)
MKM113-063R05A22-SD09 63 5 48 63 22 40 104 6.3 1 SDMTO09T307-SM v Fig1 0.52 @)
MKM113-063R06A22-SD12 63 6 40 63 22 40 104 6.3 2 SDMT120512-SM v Fig1 0.47 O
MKM113-063R08A22-SD09 63 8 48 63 22 40 104 6.3 1 SDMTO09T307-SM v Fig1 0.50 O
MKM113-063R09A22-SD09 63 9 48 63 22 40 104 63 1 SDMT09T307-SM v Fig1 0.52 O
MKM113-080R06A27-SD12 80 6 56 80 27 50 124 7 2 SDMT120512-SM v Fig1 0.99 O
MKM113-080R08A27-SD12 80 8 56 80 27 50 124 7 2 SDMT120512-SM v Fig1 0.99 @)
MKM113-100R10B32-SD12 100 10 75 100 32 50 14.4 8 2 SDMT120512-SM N Fig2 1.60 O
MKM113-125R11B40-SD12 125 11 100 125 40 63 164 9 2 SDMT120512-SM v Fig2 3.32 O

@ Stock O Available Upon Order
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Fast Feed Milling

MKM113

Cylindrical Straight Shank Type

DCX

| DC
) e
DCON.

d

Ly

LFE

Fig3
‘ ‘ IDIGHESRETES (i, Mgt):tit?num ‘Internal‘ ‘ Weight ‘
Order No. Diameter Teeth D thg Matched Insert Cooli Diagram Kg In stock
DC ‘ DCX ‘ DCON ‘ LF ‘ L | Dep ‘ ‘ °°'”9‘ ‘ (KG)
APMX
MKM113-025R03P25-SD09 25 3 9 25 25 110 60 1 SDMT09T307-SM N Fig3 0.32 [ )
MKM113-025R03P25-SD09L 25 3 9 25 25 200 50 1 SDMT09T307-SM v Fig3 0.68 [ )
MKM113-032R02P32-SD12L 32 2 11 32 32 250 70 2 SDMT120512-SM N Fig3 1.40 [ )
MKM113-032R03P32-SD12L 32 3 11 32 32 250 70 2 SDMT120512-SM v Fig3 1.39 [ )
MKM113-032R04P32-SD09 32 4 17 32 32 190 140 1 SDMT09T307-SM N Fig3 0.99 [ )
MKM113-032R05P32-SD09 32 5 17 32 32 190 140 1 SDMT09T307-SM v Fig3 0.96 [ )
MKM113-035R05P32-SD09 35 5 20 35 32 190 140 1 SDMT09T307-SM N Fig3 1.01 [ )
@Stock OAvailable Upon Order
MKM113 B
. 89 % I

Replaceable Tool Bit o a4

APMX_[]_ #3 =

d a Yy

LF LD)

Fig4
‘ ‘ Dimensions (mm) RV ‘ ‘ ‘ ‘ ‘

Order No. Diameter Teeth C[;Jtt'tr‘r? Matched Insert I(l:‘\telr'nal Diagram W?('ght StIn B

‘ ‘ DC ‘ DCX‘ DCON ‘ DCSFMS‘ LF ‘ CRKS R ‘ ‘ ooling ‘ ‘ (KG) ‘ e
APMX

MKM113-025R03M12-5D09 25 3 9 25 125 21 33 M12 1 SDMT09T307-SM v Fig4 0.08 [}
MKM113-032R02M16-5D12 32 2 11 32 17 29 40 M16 2 SDMT120512-SM v Fig4 0.16 o
MKM113-032R03M16-5D12 32 3 11 32 17 29 40 M16 2 SDMT120512-SM v Fig4 0.15 [}
MKM113-032R04M16-5D09 32 4 17 32 17 29 40 M16 1 SDMT09T307-SM ] Fig4 0.18 o
MKM113-032R05M16-5D09 32 5 17 32 17 29 40 M16 1 SDMT09T307-SM v Fig4 0.19 [ ]
MKM113-035R03M16-SD12 35 3 14 35 17 29 40 M16 2 SDMT120512-SM v Fig4 0.16 o
MKM113-035R04M16-SD09 35 4 20 35 17 29 40 M16 1 SDMT09T307-SM v Figd 0.19 [ )
MKM113-035R05M16-SD09 35 5 20 35 17 29 40 M16 1 SDMT09T307-SM N Fig4 0.19 [}
MKM113-042R04M16-5D12 42 4 21 4 17 29 52 M16 2 SDMT120512-SM v Fig4 0.27 [ )

@Stock (OAvailable Upon Order
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List of Tool Accessories

Parts Name Insert Screw el Insert Screw Wrench
Torque
Shape

Suitable Insert

SDMT09T307-SM Order No. SI60M030072-04205WW 1.8N'm TTO9PQ —
SDMT120512-GM/GH Order No. SI60M040100-055101IS 3.5N'm TI15PB TI15TB
SDMT120512-SM Order No. SI60M040094-05311IWW 3.5N'm TI15PB TIN15TB
SDMT150512-GM/GH Order No. SI60M050108-072141B 5.0N'm TI20PB TI20TB

Machining Program Parameters

e Approximate . i
Insert Specifications Programmed Fillet R (mm) Cutting Residue K (mm)
SDMTO09T307-SM 1.7 0.8
SDMT120512-SM 2.1 0.7 Cutting Residue K
Approximate
SDMT120512-GM/GH 3.7 0.9 Programmed Fillet R
SDMT150512-GM/GH 5.0 1.0

Recommended Relationship Between Feed and Cutting Depth for
Sdmt Inserts

Feewed(?f r:]z) Cutting Depth Ap (mm)

Is|r|;>seecri§“|cations 0.5 1 1.5 2 2.5 3
SDMT09T3 (o.;ﬁ.S) (0,2;?_2) - - - N
SDMT1205 " _;;io) 1018 (o.z;l?,s) (0.2:?.0) - -
SDMT1505 a égg,o) a ;;3,0) « ,éﬁ_g) (o.;l?.S) (0,22?,0) (o.glg.S)
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Recommended Cutting Data

. Recommended . Feed/edge fz (mm)
Machined Material I-':g ?;iréasg Grade Specifications = Cutting Depth Cliltgl(rr;g/;Pr?)e e
Ap (mm) L Medium Cutting (M)  Heavy Cutting (H)
08 1.2
SDMT09T3 05
cauzrs (0.6-1.2) (0.8-1.5)
GPM7120 180 12 15
<
Soft Steel <upigo  SPUTIZ0 spmmizos 1 (140.920) 0815 (1050,
GA4230
12 15
SDMT1505 15 (0.8-1.5) (1.0-2.0)
08 12
GA4325  SDMTO9T3 0.5
o (0.6-1.2) (0.8-1.5)
Carbon Steel, Alloy GP2115 150 12 12
n Steel RSN | Gopps | SORTIZNE t (110-190) (0.8-1.5) (0.8-1.5)
GA4230 " \s
GP4225 = SDMT1505 15 0815 (1.020)
08 12
GPM7120  SDMTO9T3 05
A (0.6-1.2) (0.8-1.5)
GP2115 120 1.0 12
Pre-hardened Steel | HRC35-45 GA4225 SDMT1205 1 (80-160) 0.61.2) (0.8-1.5)
GA4230 o "
GP4225 = SDMT1505 15 0612 0815
0.8 12
SRl g2 (0.6-1.2) (0.8-1.5)
. GM2140
Stainless Steel 120 0.8 1.0
<
(Ferritic, Martensitic) = 5270 GM4135 1 SDMT1205 ! (80-160) (0.6-1.0) (0.8-1.2)
GA4230
08 1.0
SDMT1505 1 (0.6-1.0) (0.81.2)
M 08 12
SDMT09T3 05 (0.61.2) (0.8-1.5)
Stainless Steel GM2140 100 0.8 1.0
<
(Austenitic, Duplex) = HB270 ' Gmaqzs  SPMT1205 ! (60-140) (0.6-1.0) (0.8-1.2)
08 1.0
SDMT1505 15 (0.6-1.0) (0.8-1.2)
08 12
SDMT09T3 05 (0.61.2) (0.8-1.5)
GK2115 180 1.2 15
<
Gray Cast Iron < HB280 GK4125 SDMT1205 1 (140-220) (0.81.5) (1.0-2.0)
12 15
m SIS 1= (0.8-1.5) (1.0-2.0)
08 12
SDMTO9T3 05 0612 0815
Nodular Cast Iron
; GK4125 120 12 15
<
Compalc:oiraphlte < HB350 GK2115 SDMT1205 1 (80-160) (0.81.5) (1.0-2.0)
12 15
SDMT1505 5 (0.8-1.5) (1.0-2.0)
0.4 06
SRIRIEENE B2 (0.3:0.7) (0.4-1.0)
Heat-resistant Alloys, 40 0.5 0.7
E Titanium Alloys ~ TRC0-45 GS4130 - SDMT1205 ! (30-60) (0.3-0.8) (0.4-1.1)
05 0.7
SRrIETE 1= (0.3-0.8) (0.4-1.1)
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Fast Feed Milling

SOE (M)T = D)

Positive Four Edged Fast Feed Milling @
(Fast Feed Milling for Titanium Alloy)

RE

3
=

IC S
Dimensions (mm) Coated Cemented Carbide
Order No. wlolo =]
n o n o n wn wn wn wn
c s o1 R § 8 § 3 8 55 5 & 8 c 8 E g
< < < < sl = ==|2|8 |3 5=
g g U g v U U U VU VU Vv U U o
SOET09T312-SM 9.525 397 4.2 1.2 [ ) [ J
SOMT09T312-SM 9.525 397 4.2 1.2 [ ) [ J
SOET120420-SM 12.7 476 44 20 [ ) [ J
SOMT120420-SM 12.7 476 44 20 [ ) [ J
SOMT090412-ST 9.525 476 4.0 1.2 [ ) [ J
SOMT120512-ST 12.7 556 44 1.2 [ ] [ J
Note: @stock OAvailable Upon Order

% 1. SM slot shape inserts correspond to the MKT113 series tool.
% 2. ST slot shape inserts correspond to the MKT213 series tool.

SOE(M)T Series Geometry

Cutting of difficult-to-machine materials such as titanium alloy = Cutting of difficult-to-machine materials such as titanium alloy
o = (‘ |
“——— —
SM ST
Positive rake angle, suitable for medium duty cutting Gradual rake angle, suitable for medium duty cutting
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Fast Feed Milling

Deon

el
MKT113 J
o [«]
Mandrel Type =
Fig2
‘ ] ‘ Dimensions (mm) M(?tj(titTnugm ‘Internal‘ A ‘Weight‘ In
Order No. Dlameter‘ Teeth oe ‘DCX DCON‘ ' ‘ o ‘KDP Depth ‘ Matched Insert ‘ Cooling ‘Dlagram‘ (KG) ‘Stock
APMX

MKT113-040R04A16-SO09 40 4 242 40 16 40 84 56 1.2 SOE(M)T09T3-SM N Fig1 0.17 [ ]
MKT113-040R05A16-SO09 40 5 242 40 16 40 84 56 1.2 SOE(M)T09T3-SM v Fig1 0.18 [ ]
MKT113-042R04A16-SO09 42 4 26.2 42 16 40 84 56 1.2 SOE(M)T09T3-SM v Fig1 0.18 [ ]
MKT113-042R05A16-SO09 42 5 26.2 42 16 40 84 56 1.2 SOE(M)T09T3-SM v Fig1 0.19 [ ]
MKT113-050R05A22-SO09 50 5 342 50 22 40 104 63 1.2 SOE(M)T09T3-SM N Fig1 0.26 [ )
MKT113-050R06A22-SO09 50 6 342 50 22 40 104 63 1.2 SOE(M)T09T3-SM v Fig1 0.27 [ ]
MKT113-050R07A22-SO09 50 7 342 50 22 40 104 63 1.2 SOE(M)T09T3-SM N Fig1 0.26 [ )
MKT113-050R05A22-SO12 50 5 296 50 22 40 104 63 1.4 SOE(M)T1204-SM v Fig1 0.22 [ )
MKT113-052R06A22-SO09 52 6 36.2 52 22 40 104 63 1.2 SOE(M)T09T3-SM N Fig1 0.28 [ ]
MKT113-052R07A22-SO09 52 7 36.2 52 22 40 104 63 1.2 SOE(M)T09T3-SM v Fig1 0.28 [ )
MKT113-052R05A22-SO12 52 5 316 52 22 40 104 63 1.4 SOE(M)T1204-SM N Fig1 0.24 [ ]
MKT113-063R06A22-SO09 63 6 47.2 63 22 40 104 63 1.2 SOE(M)T09T3-SM v Fig1 0.48 [ )
MKT113-063R08A22-SO09 63 8 47.2 63 22 40 104 63 1.2 SOE(M)T09T3-SM v Fig1 0.48 [ ]
MKT113-063R06A27-SO09 63 6 559 63 27 50 124 7 1.2 SOE(M)T09T3-SM v Fig1 0.54 [ )
MKT113-063R08A27-SO09 63 8 559 63 27 50 124 7 1.2 SOE(M)T09T3-SM v Fig1 0.56 [ ]
MKT113-063R05A22-SO12 63 5 426 63 22 40 104 63 1.4 SOE(M)T1204-SM N Fig1 0.42 [ ]
MKT113-063R06A22-S012 63 6 426 63 22 40 104 63 1.4 SOE(M)T1204-SM N Fig1 0.42 [ ]
MKT113-063R05A27-SO12 63 5 426 63 27 50 124 7 1.4 SOE(M)T1204-SM v Fig1 0.52 [ ]
MKT113-063R06A27-S012 63 6 426 63 27 50 124 7 1.4 SOE(M)T1204-SM v Fig1 0.52 [ ]
MKT113-066R05A27-S0O12 66 5 457 66 27 50 124 7 1.4 SOE(M)T1204-SM v Fig1 0.5 o
MKT113-080R06A27-SO12 80 6 60 80 27 50 124 7 1.4 SOE(M)T1204-SM v Fig1 0.83 [ ]
MKT113-080R08A27-SO12 80 8 60 80 27 50 124 7 1.4 SOE(M)T1204-SM N Fig1 0.88 [ ]
MKT113-100R07B32-SO12 100 7 79.7 100 32 50 14.4 8 1.4 SOE(M)T1204-SM X Fig2 1.39 [ ]
MKT113-125R07B40-SO12 125 7 104.7 125 40 63 16.4 9 1.4 SOE(M)T1204-SM X Fig2 2.52 [ ]

@ Stock O Available Upon Order
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MKT113

Cylindrical Straight Shank Type

Indexable Milling Tools | MILLING

W

7;

DCON

Fig3
. USRS M(?:titr?nugm Internal . Weight In
Order No. Diameter Teeth oe ‘ Do ‘ BCON ‘ U ‘ N Depth Matched Insert Cooling Diagram (KG)  Stock
APMX

MKT113-025R02P25-SO09S 25 2 9.3 25 25 110 40 1.2 SOE(M)T09T3-SM v Fig3 0.35 o
MKT113-025R02P25-SO09 25 2 9.3 25 25 150 50 1.2 SOE(M)T09T3-SM v Fig3 0.49 [}
MKT113-025R02P25-SO09L 25 2 9.3 25 25 200 75 1.2 SOE(M)T09T3-SM v Fig3 0.67 [}
MKT113-025R03P25-SO09S 25 3 9.3 25 25 110 40 1.2 SOE(M)T09T3-SM v Fig3 0.35 [}
MKT113-025R03P25-SO09 25 3 9.3 25 25 150 50 1.2 SOE(M)T09T3-SM v Fig3 0.49 [}
MKT113-025R03P25-SO09-DB 25 3 9.3 25 25 150 50 1.2 SOE(M)T09T3-SM v Fig3 0.49 [}
MKT113-025R03P25-SO09L 25 3 9.3 25 25 200 75 1.2 SOE(M)T09T3-SM v Fig3 0.67 [ }
MKT113-032R03P32-SO09S 32 3 16.2 32 32 120 40 1.2 SOE(M)T09T3-SM v Fig3 0.63 [}
MKT113-032R03P32-SO09 32 3 162 32 32 180 60 1.2 SOE(M)T09T3-SM v Fig3 0.98 [ }
MKT113-032R03P32-SO09L 32 3 16.2 32 32 250 100 1.2 SOE(M)T09T3-SM v Fig3 1.39 [ ]
MKT113-032R04P32-SO09S 32 4 162 32 32 120 40 1.2 SOE(M)T09T3-SM v Fig3 0.63 [ ]
MKT113-032R04P32-SO09 32 4 16.2 32 32 180 60 1.2 SOE(M)T09T3-SM v Fig3 0.99 [ ]
MKT113-032R04P32-SO09L 32 4 16.2 32 32 250 100 1.2 SOE(M)T09T3-SM N Fig3 1.38 [ ]
MKT113-032R02P32-SO12S 32 2 1.7 32 32 120 40 1.4 SOE(M)T1204-SM v Fig3 0.64 o
MKT113-032R02P32-5012 32 2 1.7 32 32 180 60 1.4 SOE(M)T1204-SM N Fig3 0.99 [ ]
MKT113-032R02P32-SO12L 32 2 1.7 32 32 250 100 1.4 SOE(M)T1204-SM v Fig3 1.39 @
MKT113-032R03P32-S012S 32 3 1.7 32 32 120 40 1.4 SOE(M)T1204-SM N Fig3 0.62 @
MKT113-032R03P32-SO12 32 3 1.7 32 32 180 60 1.4 SOE(M)T1204-SM v Fig3 0.98 [ ]
MKT113-032R03P32-SO12L 32 3 1.7 32 32 250 100 1.4 SOE(M)T1204-SM v Fig3 1.39 [ )
MKT113-035R04P32-5009S 35 4 192 35 32 120 40 1.2 SOE(M)T09T3-SM J Fig3 064 @
MKT113-035R04P32-5009 35 4 192 35 32 180 40 1.2 SOE(M)T09T3-SM v Fig3 .03 @
MKT113-035R04P32-SO09L 35 4 19.2 35 32 250 40 1.2 SOE(M)T09T3-SM v Fig3 1.45 [ )
MKT113-035R03P32-SO12S 35 3 147 35 32 120 40 1.4 SOE(M)T1204-SM v Fig3 0.64 [}
MKT113-035R03P32-SO12 35 3 14.7 35 32 180 40 1.4 SOE(M)T1204-SM v Fig3 1 [}
MKT113-035R03P32-SO12L 35 3 147 35 32 250 40 1.4 SOE(M)T1204-SM v Fig3 1.42 [}

Note: Ending with "-DB" is an electroplated tool.

@ Stock O Available Upon Order
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Fast Feed Milling

MKT113

Replaceable Tool Bit

‘)
i
=
=
CRKS
DCON
DCSFM:

Fig
‘ Dimensions (mm) MCaL)J(’i?nugm ‘Internal‘ ‘Weight‘ In
Order No. Diameter‘ Teeth bC ‘ bex ‘ BCON ‘ F ‘ W ‘ CRKS Depth ‘ Matched Insert Cooling Diagram ‘ (KG) ‘Stock
APMX

MKT113-025R02M12-SO09 25 2 93 25 23 125 35 M12 1.2 SOE(M)T09T3-SM v Fig4 0.09 o
MKT113-025R03M12-SO09 25 3 93 25 23 125 35 M12 1.2 SOE(M)T09T3-SM v Fig4 0.09 [ ]
MKT113-025R03M12-SO09-DB 25 3 93 25 23 125 35 M12 1.2 SOE(M)T09T3-SM v Fig4 0.09 [ )
MKT113-032R03M16-SO09 32 3 16.2 32 29 17 40 M16 1.2 SOE(M)T09T3-SM v Fig4 0.17 [ )
MKT113-032R04M16-SO09 32 4 162 32 29 17 40 M16 1.2 SOE(M)T09T3-SM v Fig4 0.17 [ )
MKT113-032R02M16-SO12 32 2 117 32 29 17 40 M16 1.4 SOE(M)T1204-SM v Fig4 0.17 [ )
MKT113-032R03M16-S012 32 3 1.7 32 29 17 40 M16 1.4 SOE(M)T1204-SM v Fig4 0.16 [ )
MKT113-035R03M16-SO09 35 3 19.2 35 29 17 40 M16 1.2 SOE(M)T09T3-SM v Fig4 0.18 [ )
MKT113-035R04M16-SO09 35 4 192 35 29 17 40 M16 1.2 SOE(M)T09T3-SM v Fig4 0.17 [ )
MKT113-035R05M16-SO09 35 5 19.2 35 29 17 40 M16 1.2 SOE(M)T09T3-SM v Fig4 0.19 o
MKT113-035R05M16-SO09-DB 35 5 19.2 35 29 17 40 M16 1.2 SOE(M)T09T3-SM Vv Fig4 0.19 [ )
MKT113-035R03M16-SO12 35 3 147 35 29 17 40 M16 1.4 SOE(M)T1204-SM v Fig4 0.17 [ ]
MKT113-040R05M16-SO09 40 5 242 40 29 17 40 M16 1.2 SOE(M)T09T3-SM v Fig4 0.2 [ ]
MKT113-042R04M16-SO12 42 4 217 42 29 17 40 M16 1.4 SOE(M)T1204-SM v Fig4 0.2 [ ]

@ Stock O Available Upon Order
Note: Ending with "-DB" is an electroplated tool.

MKT113

Side-clamping Type

il

Fig5
. . Maximum
‘ ‘ Dimensions (mm) . ‘ ‘ ‘ . ‘
Order No. Diameter Teeth CDUttT}? Matched Insert Igte:'_nal Diagram WeKlght StInk
DC ‘ DCX DCON‘ LF ‘ LU R ‘ ‘ ooling ‘ (KG) ‘ oc
APMX

MKT113-032R04W32-SO09S-DB 32 4 1.7 32 32 120 40 1.2 SOE(M)T09T3-SM J Fig5 064 @
MKT113-035R05P32-S009S-DB 35 5 19.2 35 32 120 40 1.2 SOE(M)T09T3-SM N Fig5 066 @
MKT113-035R05P32-S009-DB 35 5 19.2 35 32 180 40 1.2 SOE(M)T09T3-SM N Fig5 .03 @
MKT113-035R05P32-SO09L-DB 35 5 19.2 35 32 250 40 1.2 SOE(M)T09T3-SM v Fig5 146 @

Note: Ending with "-DB" is an electroplated tool. ® Stock O Available Upon Order
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Fast Feed Milling

MKT213

Mandrel Type

Fig1 Fig2
. LU B ) Mg&(é;?nugm Internal . Weight In
Order No. Diameter Teeth oe ‘ Do ‘ BCON ‘ U ‘KWW‘KDP Depth Matched Insert Cooling Diagram (KG) Stock
APMX

MKT213-040R04A16-SO09 40 4 248 40 16 40 84 56 1.1 SOMT0904-ST N Fig1 0.17 O
MKT213-040R05A16-SO09 40 5 248 40 16 40 84 56 1.1 SOMT0904-ST v Fig1 0.18 O
MKT213-042R04A16-SO09 42 4 26.8 42 16 40 84 56 1.1 SOMT0904-ST N Fig1 0.19 O
MKT213-042R05A16-SO09 42 5 26.8 42 16 40 84 56 1.1 SOMT0904-ST v Fig1 0.2 O
MKT213-050R05A22-SO09 50 5 353 50 22 40 104 6.3 1.1 SOMT0904-ST N Fig1 0.27 @]
MKT213-050R06A22-SO09 50 6 353 50 22 40 104 6.3 1.1 SOMT0904-ST v Fig1 0.27 O
MKT213-050R07A22-SO09 50 7 353 50 22 40 104 6.3 1.1 SOMT0904-ST v Fig1 0.28 O
MKT213-050R05A22-SO12 50 5 295 50 22 40 104 6.3 1.8 SOMT1205-ST v Fig1 024 @
MKT213-052R06A22-SO09 52 6 36.8 52 22 40 104 6.3 1.1 SOMT0904-ST N Fig1 0.28 O
MKT213-052R07A22-SO09 52 7 36.8 52 22 40 104 6.3 1.1 SOMT0904-ST v Fig1 0.3 O
MKT213-052R05A22-SO12 52 5 315 52 22 40 104 6.3 1.8 SOMT1205-ST N Fig1 0.26 O
MKT213-063R06A22-SO09 63 6 47.8 63 22 40 104 6.3 1.1 SOMT0904-ST v Fig1 0.48 O
MKT213-063R08A22-SO09 63 8 47.8 63 22 40 104 6.3 1.1 SOMT0904-ST N Fig1 0.49 O
MKT213-063R06A27-SO09 63 6 47.8 63 27 50 124 7 1.1 SOMT0904-ST v Fig1 0.56 O
MKT213-063R08A27-SO09 63 8 47.8 63 27 50 124 7 1.1 SOMT0904-ST N Fig1 0.58 O
MKT213-063R06A22-S012 63 6 424 63 22 40 104 6.3 1.8 SOMT1205-ST v Fig1 0.46 o
MKT213-063R06A27-S012 63 6 424 63 27 50 124 7 1.8 SOMT1205-ST N Fig1 054 O
MKT213-066R05A27-S012 66 5 454 66 27 50 124 7 1.8 SOMT1205-ST v Fig1 0.55 O
MKT213-080R06A27-SO12 80 6 594 80 27 50 124 7 1.8 SOMT1205-ST v Fig1 089 O
MKT213-080R08A27-SO12 80 8 594 80 27 50 124 7 1.8 SOMT1205-ST v Fig1 091 O
MKT213-100R07B32-S012 100 7 79.7 100 32 60 144 8 1.8 SOMT1205-ST X Fig2 1.35 [ J
MKT213-125R08B40-SO12 125 8 104.7 125 40 60 164 9 1.8 SOMT1205-ST X Fig2 2.61 O

@ Stock O Available Upon Order
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Fast Feed Milling

MKT213 E: %

Cylindrical Straight Shank Type w i
Fig3
) USRS S i) M(?:;tr?nugm Internal . Weight In
Order No. Diameter Teeth oe ‘ Do ‘ BCON ‘ ' ‘ W Depth Matched Insert Cooling Diagram (KG)  Stock
APMX

MKT213-025R02P25-S009S 25 2 9.9 25 25 110 40 1.1 SOMT0904-ST v Fig3 0.36 O
MKT213-025R02P25-SO09 25 2 9.9 25 25 150 50 1.1 SOMT0904-ST v Fig3 0.51 O
MKT213-025R02P25-SO09L 25 2 9.9 25 25 200 75 1.1 SOMT0904-ST v Fig3 0.68 O
MKT213-025R03P25-SO09S 25 3 9.9 25 25 110 40 1.1 SOMT0904-ST v Fig3 0.36 [ )
MKT213-025R03P25-5009 25 3 9.9 25 25 150 50 1.1 SOMT0904-ST N Fig3 0.51 [ ]
MKT213-025R03P25-SO09L 25 3 9.9 25 25 300 50 1.1 SOMT0904-ST v Fig3 1.07 O
MKT213-032R03P32-SO09S 32 3 16.8 32 32 120 40 1.1 SOMT0904-ST N Fig3 0.64 O
MKT213-032R03P32-SO09 32 3 168 32 32 180 60 1.1 SOMT0904-ST v Fig3 0.99 O
MKT213-032R03P32-SO09L 32 3 16.8 32 32 250 100 1.1 SOMT0904-ST N Fig3 1.39 O
MKT213-032R04P32-SO09S 32 4 168 32 32 120 40 1.1 SOMT0904-ST v Fig3 0.65 [}
MKT213-032R04P32-SO09 32 4 168 32 32 180 60 1.1 SOMT0904-ST v Fig3 1 [}
MKT213-032R04P32-SO09L 32 4 168 32 32 250 100 1.1 SOMT0904-ST v Fig3 1.4 O
MKT213-032R02P32-S012S 32 2 115 32 32 120 40 1.8 SOMT1205-ST v Fig3 0.65 O
MKT213-032R02P32-SO12 32 2 115 32 32 180 60 1.8 SOMT1205-ST v Fig3 1.01 O
MKT213-032R02P32-SO12L 32 2 115 32 32 250 100 1.8 SOMT1205-ST v Fig3 1.41 O
MKT213-032R03P32-SO12S 32 3 115 32 32 120 40 1.8 SOMT1205-ST v Fig3 0.64 O
MKT213-032R03P32-SO12 32 3 1.5 32 32 180 60 1.8 SOMT1205-ST v Fig3 1 O
MKT213-032R03P32-SO12L 32 3 115 32 32 250 100 1.8 SOMT1205-ST v Fig3 1.41 O
MKT213-035R04P32-SO09S 35 4 199 35 32 120 40 1.1 SOMT0904-ST v Fig3 0.65 O
MKT213-035R04P32-SO09 35 4 199 35 32 180 40 1.1 SOMT0904-ST v Fig3 1.02 @)
MKT213-035R04P32-SO09L 35 4 199 35 32 250 40 1.1 SOMT0904-ST v Fig3 1.45 O
MKT213-035R03P32-SO12S 35 3 144 35 32 120 40 1.8 SOMT1205-ST v Fig3 0.65 O
MKT213-035R03P32-S012 35 3 144 35 32 180 40 1.8 SOMT1205-ST N Fig3 1.03 @)
MKT213-035R03P32-SO12L 35 3 144 35 32 250 40 1.8 SOMT1205-ST v Fig3 1.47 (@)

@ Stock O Available Upon Order
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Fast Feed Milling

MKT213

Replaceable Tool Bit

CRKS
DCON
DCSFMS

Fig4
DITSTEEAE (i MCat)J(titTnum Internal Weight In
Order No. Diameter Teeth D tr? Matched Insert Cooli Diagram Kg Stock
DC ‘DCX‘ DCSFMS DCON‘ LF ‘CRKS R Balling e Sied
APMX

MKT213-025R02M12-SO09 25 2 99 25 23 125 35 M12 1.1 SOMT0904-ST N Fig4 0.09 [ )
MKT213-025R03M12-SO09 25 3 Q1925 23 125 35 M12 1.1 SOMT0904-ST v Fig4 0.09 @)
MKT213-032R03M16-SO09 32 3 16.8 32 29 17 40 M16 1.1 SOMT0904-ST N Fig4 0.19 O
MKT213-032R04M16-SO09 32 4 16.8 32 29 17 40 M16 1.1 SOMT0904-ST v Fig4 0.18 [ ]
MKT213-032R02M16-SO12 32 2 114 32 29 17 40 M16 1.8 SOMT1205-ST N Fig4 0.16 O
MKT213-032R03M16-SO12 32 3 114 32 29 17 40 M16 1.8 SOMT1205-ST v Fig4 0.16 @)
MKT213-035R04M16-SO09 35 4 199 35 29 17 40 M16 1.1 SOMT0904-ST N Fig4 0.17 O
MKT213-035R03M16-SO12 35 3 144 35 29 17 40 M16 1.8 SOMT1205-ST v Fig4 0.17 O
MKT213-040R05M16-SO09 40 5 248 40 29 17 40 M16 1.1 SOMT0904-ST N Fig4 0.2 O
MKT213-042R04M16-SO12 40 4 214 42 29 17 40 M16 1.8 SOMT1205-ST v Fig4 0.2 O

@ Stock O Available Upon Order

GESAC _ 171



MILLING | Indexable Milling Tools

List of Tool Accessories

Parts Name Insert Screw R R Insert Screw Wrench
Torque
Shape

Suitable Insert

SOE(M)T09T3-SM Order No. SI60M035076-048081B 3N-m TI10KB

SOE(M)T1204-SM Order No. SI60M040100-05510IS 3.5N'm TI15KB TI15TB
SOMT0904-ST Order No. SI60M035076-048081B 3N-m TI10KB

SOMT1205-ST Order No. SI60M040100-05510IS 35N'm TI15KB TI15TB

Machining Program Parameters

Insert Specifications AEPRITELE P(zg)ammed Al Cutting Residue K (mm) Schematic Diagram

SOET09T312-SM 2.34 0.9

SOMTO09T312-SM 2.34 0.9

SOET120420-5M 3.29 1.0 Cutting Residue K
Approximate
Programmed Fillet R

SOMT120420-SM 3.29 1.0

SOMT090412-ST 2.20 0.7

Cutting Residue K

SOMT120512-ST 2.79 1.0 Approximate

Programmed Fillet R
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Parameters for Ramp Milling and Helical Milling

Cutter
Insert Specifications Diameter
D(mm)
Ramp Milling Helical Interpolation Milling
Maximum Minimum Tool Path
. . Length L (mm) for Minimum Maximum
Ma)XrTT?e?gmp C;;t'g? Machining to the Diameter Diameter
9 p Maximum Cutting HD Min (mm) HD Max(mm)
) Depth

25 3 1.2 22.9 33 48
32 2.5 1.2 27.5 47 62
35 2 1.2 34.4 53 68
MKT113 40 1.8 1.2 38.2 63 78
SO*T09-5M 42 18 1.2 38.2 67 82
50 1.5 1.2 45.8 83 98
52 1.2 1.2 57.3 87 102
63 1 1.2 68.7 109 124
32 2.5 1.4 321 41 62
35 2 1.4 40.1 47 68
42 1.8 1.4 44.5 61 82
50 1.5 1.4 53.5 77 98
MKT113 52 1 1.4 80.2 81 102
SO*T12-5M 63 0.8 1.4 100.3 103 124
66 0.8 1.4 100.3 109 130
80 0.6 1.4 133.7 137 158
100 0.5 1.4 160.4 177 198
125 0.4 1.4 200.5 227 248
25 3 1.1 21.0 33 48
32 25 1.1 25.2 47 62
35 2 1.1 31.5 53 68
MKT213 40 1.5 1.1 42.0 63 78
S0MT09-5T 42 15 1.1 42.0 67 82
50 1.2 1.1 52.5 83 98
52 1 1.1 63.0 87 102
63 0.6 1.1 105.0 109 124
32 25 1.8 41.2 47 62
35 2.5 1.8 41.2 53 68
42 2 1.8 51.5 67 82
50 1.5 1.8 68.7 83 98
MKT213 52 1.5 1.8 68.7 87 102
SOMT12-5T 63 1 1.8 103.1 109 124
66 0.8 1.8 128.9 115 130
80 0.5 1.8 206.3 143 158
100 0.3 1.8 343.8 183 198
125 0.2 1.8 515.7 233 248
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Recommended Cutting Data

Machined Material l_':gi;?:;i; Grade Specifications RceuctEr:gm Ssr.-lgtehd CL:/tzl(r;]g/rSnp:s)e 2 Mediu':(e::;?:ge f;g:\,r;)(:umng
p(mm) ™) )
SOE(M)T09T3-SM 1.2
o SOE(M)T1204-SM 1.4 40 0.5 0.7
B Tanium Alloy | HRC30-45 | GSM7130 |- 1.1 (30.60) 03.0.8) ©41.1)
SOMT1205-ST 1.8
SOE(M)T09T3-SM 1.2
StaimeS.S' SOE(M)T1204-SM 1.4 120 1.0 12
S,f,f:itfﬁsrft'fg A e pvp——— " (80-160) (0.6-1.4) (0.8-1.5)
SOMT1205-ST 1.8
M SOE(M)T09T3-SM 1.2
StainlessSteel | _ | oooo v SOTMITIZ04SM 1.4 100 0.6 1.0
~ (Austenitic, Duplex) SOMTO904-ST 11 (60-140) (0.6-1.0) (0.8-1.2)
SOMT1205-ST 1.8
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Indexable Milling Tools | MILLING

LNMX wz 8
Negative Four Edged Fast Feed Milling Inserts LE D1
W1 | <S.|
Dimensions (mm) Coated Cemented Carbide
Order No. o o
w Folfian P SRS RS 0 | Q | now 9 M
LE Wi s Dl RE § & § 5 § £ &8 8 5 =5 25 3
2322l =z|==/2|8 [ 2|
(U] (G} (U] (U] (U] (U] (U] (O] (O] (U] (] (U] (U] (U]
LNMX090603-GL 9 63 34 33 1 [} e 6 0 © O O @
LNMX120705-GL 1.9 91 42 4 15 [ ) O O e O O e
LNMX090603-GM 9 63 34 33 1 [ ) e 6 6 6 6 0 0 o
LNMX120705-GM 119 91 42 4 15 o e o o e 6 o ©°
LNMX151106-GM 145 111 57 59 15 [} @ O @ ® & O
LNMX090603-GH 9 63 34 33 1 [ e o
LNMX120705-GH 19 91 42 4 15 [ ] o o
LNMX151106-GH 145 111 57 59 15 [} o o

@Stock OAvailable Upon Order
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LNMX Series Geometry

Light Duty of General Materials Medium Duty of General Materials Heavy Duty of General Materials

Low cutting force, suitable for machining of
stainless steel, titanium alloy, and light duty
machining.

Under general working conditions, to achieve | The edge has better strength, making it suitable
high-stability machining. for roughing.
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Fast Feed Milling

MKF115

Mandrel Type

. q Maximum
Order No. Diameter‘ Teeth pimensions (mm) CSJ‘:SR? Matched Insert‘lcrggmzl‘Diagram‘w(eKig?t‘ StI(?ck
‘ DC ‘ DCX ‘ DCON ‘ LF ‘ KwWw ‘ KDP APMX ‘ ‘ ‘
MKF115-040R04A16-LN12 40 4 30 40 16 40 8.4 5.6 1.5 LNMX12 v Fig1 0.18 [ ]
MKF115-040R05A16-LN0O9 40 5 32 40 16 40 8.4 5.6 1 LNMX09 v Fig1 0.20 [ ]
MKF115-040R05A16-LN12 40 5 30 40 16 40 8.4 5.6 1.5 LNMX12 v Fig1 0.18 [ ]
MKF115-040R06A16-LN0O9 40 6 32 40 16 40 8.4 5.6 1 LNMX09 v Fig1 0.20 [ )
MKF115-050R04A22-LN15 50 4 36 50 22 40 10.4 6.3 2 LNMX15 v Fig1 0.28 [ ]
MKF115-050R06A22-LN09 50 6 42 50 22 40 10.4 6.3 1 LNMX09 v Fig1 0.34 [ ]
MKF115-050R06A22-LN12 50 6 40 50 22 40 10.4 6.3 1.5 LNMX12 v Fig1 0.30 [ ]
MKF115-050R07A22-LN12 50 7 40 50 22 40 10.4 6.3 1.5 LNMX12 v Fig1 0.30 [ ]
MKF115-050R08A22-LN09 50 8 42 50 22 40 10.4 6.3 1 LNMX09 v Fig1 0.34 [ ]
MKF115-052R06A22-LN12 52 6 42 52 22 40 10.4 6.3 1.5 LNMX12 V Fig1 0.32 [}
MKF115-052R07A22-LN09 52 7 44 52 22 40 10.4 6.3 1 LNMX09 v Fig1 0.35 [ J
MKF115-052R07A22-LN12 52 7 42 52 22 40 10.4 6.3 1.5 LNMX12 v Fig1 0.31 [}
MKF115-052R08A22-LN09 52 8 44 52 22 40 10.4 6.3 1 LNMX09 Vv Fig1 0.35 [ J
MKF115-063R05A22-LN15 63 5 49 63 22 40 10.4 6.3 2 LNMX15 v Fig1 0.41 [ J
MKF115-063R06A22-LN12 63 6 53 63 22 40 10.4 6.3 1.5 LNMX12 J Fig1 0.39 [ J
MKF115-063R06A22-LN15 63 6 49 63 22 40 10.4 6.3 2 LNMX15 N Fig1 0.39 [ ]
MKF115-063R07A22-LN09 63 7 55 63 22 40 104 6.3 1 LNMX09 v Fig1 0.47 [ ]
MKF115-063R08A22-LN12 63 8 53 63 22 40 10.4 6.3 1.5 LNMX12 N Fig1 0.40 o
MKF115-063R09A22-LN09 63 9 55 63 22 40 10.4 6.3 1 LNMX09 v Fig1 0.45 [ ]
MKF115-080R06A27-LN15 80 6 66 80 27 50 124 7 2 LNMX15 v Fig1 0.97 [ )
MKF115-080R07A27-LN15 80 7 66 80 27 50 12.4 7 2 LNMX15 N Fig1 0.95 [ ]
MKF115-080R08A27-LN12 80 8 70 80 27 50 12.4 7 1.5 LNMX12 v Fig1 0.98 [ ]
MKF115-080R10A27-LN12 80 10 70 80 27 50 12.4 7 1.5 LNMX12 v Fig1 0.96 [ ]
MKF115-100R06A32-LN15 100 6 86 100 32 50 14.4 8 2 LNMX15 v Fig1 1.50 [ )
MKF115-100R07A32-LN15 100 7 86 100 32 50 14.4 8 2 LNMX15 v Fig1 1.47 [ ]
MKF115-100R09A32-LN12 100 9 90 100 32 50 14.4 8 1.5 LNMX12 v Fig1 1.41 [ )
MKF115-100R11A32-LN12 100 11 90 100 32 50 14.4 8 1.5 LNMX12 v Fig1 1.39 [ ]
MKF115-125R10B40-LN15 125 10 111 125 40 63 16.4 9 2 LNMX15 X Fig2 2.48 [ ]
MKF115-125R11B40-LN12 125 11 115 125 40 63 16.4 9 1.5 LNMX12 X Fig2 2.40 [ ]
MKF115-125R12B40-LN12 125 12 115 125 40 63 16.4 9 1.5 LNMX12 X Fig2 2.39 [ ]
MKF115-125R14B40-LN12 125 14 115 125 40 63 16.4 9 1.5 LNMX12 X Fig2 2.37 [ ]
MKF115-160R10C40-LN15 160 10 146 160 40 63 16.4 9 2 LNMX15 X Fig3 3.80 [ ]
MKF115-200R12C60-LN15 200 12 186 200 60 63 25.7 14 2 LNMX15 X Fig3 5.57 [ ]

@ Stock O Available Upon Order
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Fast Feed Milling

DCX
O
DCON

MKF115

F—

LU

Cylindrical Straight Shank Type

LF

Fig4
U S0l M(?L)l(titni]nugm Internal Weight In
Order No. Diameter Teeth bC ‘ bex ‘ BCON ‘ U ‘ N Depth Matched Insert Cooling Diagram (KG)  Stock
APMX
MKF115-016R02P15-LNO9 16 2 8 16 15 150 40 1 LNMX09 v Fig4 0.19 O
MKF115-016R02P15-LN09-DB 16 2 8 16 15 150 40 1 LNMX09 v Fig4 0.19 [ ]
MKF115-016R02P15-LNO9L-DB 16 2 8 16 15 200 40 1 LNMX09 N Fig4 0.27 [ ]
MKF115-016R02P16-LN09 16 2 8 16 16 150 40 1 LNMX09 v Fig4 0.21 (@)
MKF115-016R02P16-LN09-DB 16 2 8 16 16 150 40 1 LNMX09 v Fig4 0.21 [ ]
MKF115-016R02P16-LN09S 16 2 8 16 16 100 30 1 LNMX09 v Fig4 0.14 O
MKF115-016R02P16-LN09S-DB 16 2 8 16 16 100 30 1 LNMX09 v Fig4 0.14 [ ]
MKF115-017R02P16-LN09 17 2 9 17 16 150 40 1 LNMX09 v Fig4 0.21 O
MKF115-017R02P16-LN09-DB 17 2 9 17 16 150 40 1 LNMX09 v Fig4 0.21 [ ]
MKF115-017R02P16-LNO9SL-DB 17 2 9 17 16 200 40 1 LNMX09 v Fig4 0.29 [ ]
MKF115-018R02P16-LNO9 18 2 10 18 16 150 40 1 LNMX09 v Fig4 0.21 O
MKF115-018R02P16-LN09-DB 18 2 10 18 16 150 40 1 LNMX09 v Fig4 0.21 [ ]
MKF115-020R02P20-LNOSL 20 2 12 20 20 200 70 1 LNMX09 v Fig4 0.43 [ ]
MKF115-020R03P20-LN09 20 3 12 20 20 160 60 1 LNMX09 v Fig4 0.32 O
MKF115-020R03P20-LN09-DB 20 3 12 20 20 160 60 1 LNMX09 N Fig4 0.32 [}
MKF115-020R03P20-LNOSL-DB 20 3 12 20 20 200 70 1 LNMX09 v Fig4 0.40 [ J
MKF115-020R03P20-LNO9S 20 3 12 20 20 130 50 1 LNMX09 J Fig4 0.26 [}
MKF115-020R04P20-LN09 20 4 12 20 20 160 60 1 LNMX09 v Fig4 0.32 O
MKF115-020R04P20-LN09-DB 20 4 12 20 20 160 60 1 LNMX09 N Fig4 0.32 [ ]
MKF115-020R04P20-LNO9L-DB 20 4 12 20 20 200 70 1 LNMX09 v Fig4 0.41 o
MKF115-020R04P20-LN09S-DB 20 4 12 20 20 130 50 1 LNMX09 v Fig4 0.26 [ ]
MKF115-021R03P20-LN09 21 3 13 21 20 160 60 1 LNMX09 v Fig4 0.32 [ )
MKF115-021R03P20-LNO9L-DB 21 3 13 21 20 200 60 1 LNMX09 Vv Fig4 0.41 [ ]
MKF115-025R02P25-LN12 25 2 15 25 25 150 70 1.5 LNMX12 v Fig4 0.47 [ )
MKF115-025R03P25-LNO9L 25 3 17 25 25 220 80 1 LNMX09 v Fig4 0.72 [ ]
MKF115-025R03P25-LN12 25 3 15 25 25 150 70 1.5 LNMX12 v Fig4 0.46 [ )
MKF115-025R03P25-LN12L 25 3 15 25 25 200 80 1.5 LNMX12 N Fig4 0.63 [ ]
MKF115-025R04P24-LN09 25 4 17 25 24 180 60 1 LNMX09 v Fig4 0.55 [ ]
Note: Ending with "-DB" is an electroplated tool. @Stock OAvailable Upon Order
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Fast Feed Milling

MKF115 e

DCON

Cylindrical Straight Shank Type iy s—
L
Fig4
Continued
n q Maximum
Order No. Diameter Teeth pimensiens (mm) %‘(:SS? Matched Insert Icr‘gg:}?lzl Diagram W(eK'g?t StI:ck
DC ‘ DCX ‘ DCON ‘ LF ‘ LU APMX
MKF115-025R04P25-LN09 25 4 17 25 25 180 60 1 LNMX09 N Fig4 0.58 [ ]
MKF115-025R04P25-LN09-DB 25 4 17 25 25 180 60 1 LNMX09 v Fig4 0.59 (]
MKF115-025R04P25-LNO9L-DB 25 4 17 25 25 200 70 1 LNMX09 N Fig4 0.65 [ ]
MKF115-025R04P25-LN09S 25 4 17 25 25 140 50 1 LNMX09 v Figd 0.45 (]
MKF115-025R05P25-LN09 25 5 17 25 25 180 60 1 LNMX09 N Figd 0.58 O
MKF115-025R05P25-LN09-DB 25 5 17 25 25 180 60 1 LNMX09 v Figd 0.58 ([ J
MKF115-025R05P25-LNO9L-DB 25 5 17 25 25 220 80 1 LNMX09 N Fig4 0.71 [ J
MKF115-025R05P25-LN09S-DB 25 5 17 25 25 140 50 1 LNMX09 v Fig4 0.45 ([ J
MKF115-026R03P25-LN12L 26 3 16 26 25 220 90 1.5 LNMX12 v Fig4 0.72 [ J
MKF115-032R02P32-LN15 32 2 18 32 32 160 70 2 LNMX15 v Fig4 0.84 ([ J
MKF115-032R03P32-LN12 32 3 22 32 32 160 70 1.5 LNMX12 v Fig4 0.85 o
MKF115-032R03P32-LN12L 32 3 22 32 32 220 90 1.5 LNMX12 v Fig4 1.19 ([ J
MKF115-032R03P32-LN15L 32 3 18 32 32 200 80 2 LNMX15 N Fig4 1.05 [ J
MKF115-032R04P32-LN09S 32 4 24 32 32 150 60 1 LNMX09 v Fig4 0.80 [ J
MKF115-032R04P32-LN12 32 4 22 32 32 160 70 1.5 LNMX12 N Fig4 0.84 [ J
MKF115-032R04P32-LN12L 32 4 22 32 32 220 90 1.5 LNMX12 v Fig4 1.18 [ )
MKF115-032R05P32-LN09 32 5 24 32 32 200 70 1 LNMX09 N Fig4 1.08 [ ]
MKF115-032R05P32-LN09S 32 5 24 32 32 150 60 1 LNMX09 v Fig4 0.80 [ ]
MKF115-033R05P32-LN09 33 5 25 33 32 200 70 1 LNMX09 N Fig4 1.10 [ ]
MKF115-035R04P32-LN09 35 4 27 35 32 200 50 1 LNMX09 v Fig4 1.14 [ )
MKF115-035R04P32-LN12 35 4 25 35 32 160 50 1.5 LNMX12 v Fig4 0.87 o
MKF115-035R05P32-LN09 35 5 27 35 32 200 50 1 LNMX09 v Fig4 1.13 [ ]
MKF115-040R03P32-LN15 40 3 26 40 32 180 50 2 LNMX15 v Fig4 1.02 [ ]
MKF115-040R04P32-LN12 40 4 30 40 32 180 50 1.5 LNMX12 v Fig4 1.02 [ )
MKF115-040R04P32-LN12L 40 4 30 40 32 250 50 1.5 LNMX12 N Fig4 1.44 [ ]
MKF115-040R05P32-LN12 40 5 30 40 32 180 50 1.5 LNMX12 v Fig4 1.02 (]
MKF115-040R05P32-LN12L 40 5 30 40 32 250 50 1.5 LNMX12 N Fig4 1.43 [ ]
MKF115-040R06P32-LNO9L 40 6 32 40 32 220 50 1 LNMX09 v Fig4 1.26 (]
MKF115-040R06P32-LN09S 40 6 32 40 32 150 50 1 LNMX09 N Fig4 0.85 [ ]

Note: Ending with "-DB" is an electroplated tool. @ Stock O Available Upon Order
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Fast Feed Milling

MKF115 34 L2 [IIEL
. 2 3 9
Replaceable Tool Bit o || . g3 :
Fig5
‘ ‘ Dimensions (mm) Max"‘?“m ‘ ‘ ‘ ‘ . ‘
Order No. Diameter Teeth Csjett':r? M;t:;(:d Icrgglri:al Diagram W(f('g)h & Stlc?ck
‘ DC ‘ DCX ‘ DCSFMS ‘ DCON ‘ LF ‘ CRKS APF;AX ‘ ‘ 9 ‘ ‘ ‘

MKF115-016R02M08-LN09 16 2 8 16 14.5 85 255 MO8 1 LNMX09 N Fig5 0.03 O
MKF115-016R02M08-LN09-DB 16 2 8 16 14.5 85 255 MO8 1 LNMX09 v Fig5 0.03 ([ J
MKF115-017R02M08-LN09 16 2 8 16 14.5 85 255 MO8 1 LNMX09 N Fig5 0.03 O
MKF115-017R02M08-LN09-DB 16 2 8 16 14.5 85 255 MO8 1 LNMX09 v Fig5 0.03 [ J
MKF115-020R03M10-LN0O9 20 3 12 20 18 105 31 M10 1 LNMX09 N Fig5 0.05 [ J
MKF115-021R03M10-LN0O9 21 3 13 21 18 105 31 M10 1 LNMX09 v Fig5 0.05 [ J
MKF115-025R02M12-LN12 25 2 15 25 23 125 35 M12 1.5 LNMX12 v Figs 009 @
MKF115-025R03M12-LN09 25 3 17 25 21 125 35 M12 1 LNMX09 v Figs 009 @
MKF115-025R03M12-LN12 25 3 15 25 23 125 35 M12 1.5 LNMX12 v Figs 009 @
MKF115-025R04M12-LN09 25 4 17 25 21 125 35  M12 1 LNMX09 v Figs 009 @
MKF115-026R03M12-LN12 25 3 15 25 23 125 35  M12 1.5 LNMX12 v Figs 009 @
MKF115-026R04M12-LN09 26 4 18 26 21 125 35 M12 1 LNMX09 v Figs 009 @
MKF115-030R03M16-LN12 30 3 20 30 285 17 45 M16 1.5 LNMX12 v Figs 019 @
MKF115-032R02M16-LN15 32 2 18 32 28.5 17 45 M16 2 LNMX15 v Fig5 0.19 (]
MKF115-032R03M16-LN12 32 3 22 32 28.5 17 45 M16 1.5 LNMX12 v Fig5 0.21 [ ]
MKF115-032R03M16-LN15 32 3 18 32 28.5 17 45 M16 2 LNMX15 v Fig5 0.18 [ ]
MKF115-032R04M16-LN09 32 4 24 32 28.5 17 42 M16 1 LNMX09 N Fig5 0.20 [ ]
MKF115-032R04M16-LN12 32 4 22 32 28.5 17 45 M16 1.5 LNMX12 v Fig5 0.19 (]
MKF115-032R05M16-LN09 32 5 24 32 28.5 17 42 M16 1 LNMX09 N Fig5 0.19 O
MKF115-032R05M16-LN09-DB 32 5 24 32 28.5 17 42 M16 1 LNMX09 v Fig5 0.19 [ )
MKF115-035R03M16-LN12 35 3 25 35 28.5 17 45 M16 1.5 LNMX12 N Fig5 0.22 [ J
MKF115-035R03M16-LN15 35 3 21 35 28.5 17 45 M16 2 LNMX15 v Fig5 0.19 o
MKF115-035R04M16-LN12 35 4 25 35 28.5 17 45 M16 1.5 LNMX12 N Fig5 0.21 [ J
MKF115-035R05M16-LN09 35 5 27 35 28.5 17 45 M16 1 LNMX09 v Fig5 0.22 ([ J
MKF115-040R03M16-LN15 40 3 26 40 28.5 17 45 M16 2 LNMX15 N Fig5 0.23 [ J
MKF115-040R04M16-LN12 40 4 30 40 28.5 17 45 M16 1.5 LNMX12 v Fig5 0.24 [ J
MKF115-040R05M16-LN12 40 5 30 40 28.5 17 45 M16 1.5 LNMX12 N Fig5 0.23 [ J
MKF115-040R06M16-LN0O9 40 6 32 40 28.5 17 45 M16 1 LNMX09 v Fig5 0.25 ([ J
MKF115-042R05M16-LN12 42 5 32 42 28.5 17 45 M16 1.5 LNMX12 N Fig5 0.24 [ J

Note: Ending with "-DB" is an electroplated tool. @ Stock O Available Upon Order
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List of Tool Accessories

Recommended
Parts Name Insert Screw Torque Insert Screw Wrench
Shape
Suitable Insert
LNMX09 Order No. SI60M030065-039061B 1.2 TIO8KB -
LNMX12 Order No. SI60M035080-048051B 3 TI10KB TI10TB
LNMX15 Order No. SI60M050143-072151B 5 TI20KB TI20TB

Machining Program Parameters

Approximate q A 9
Insert Specifications Programmed Cuttln(gn:?:qs)ldue X i |(nn<\nr;n)ount Diagram
Fillet R (mm)
1.6 0.56 0
1.9 (Recommend) 0.47 0
LNMX09
2.2 0.37 0.05
2.5 0.28 0.14
2.4 .
065 0 Cut-In Amount
2.7 (Recommend) 0.54 0
LNMX12
3.0 0.43 0.04
33 0.32 0.12 Approximate
25 0.87 0 Programmed Fillet R
2.8 (Recommend) 0.79 0 Cutting Residue K
LNMX15
3.1 0.7 0.05
3.4 0.62 0.11
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Parameters for Ramp Milling and Helical Milling

Cutter
Insert Specifications Diameter
D(mm)
Ramp Milling Helical Interpolation Milling
) Minimum Tool Path
st Rem Mgl):;?num length L (mm) for Minimum Maximum
Angle 6) P De thg Machining to the Diameter Diameter
9 p Maximum Cutting HD Min (mm) HD Max(mm)
Ap (mm) Depth

16 2 1 29 23 30
17 1.8 1 32 25 32
18 1.7 1 34 27 34
20 1.5 1 38 31 38
21 1.4 1 41 33 40
25 1.1 1 52 41 48
26 1.1 1 52 43 50

LNMX09
32 0.8 1 72 55 62
33 0.8 1 72 57 64
35 0.8 1 72 61 68
40 0.7 1 82 71 78
50 0.5 1 115 91 98
52 0.5 1 115 95 102
63 0.4 1 143 117 124
25 1.3 1.5 66 35 48
26 1.3 1.5 66 37 50
32 1.2 1.5 72 49 62
35 1.1 1.5 78 55 68
40 1.1 1.5 78 65 78

LNMX12 50 0.9 1.5 95 85 98
52 0.9 1.5 95 89 102
63 0.75 1.5 115 111 124
80 0.55 1.5 156 145 158
100 0.45 1.5 191 185 198
125 0.35 1.5 246 235 248
32 1.1 2 104 45 62
40 0.8 2 143 61 78
50 0.6 2 191 81 98
63 0.45 2 255 107 124

LNMX15 80 0.35 2 327 141 158
100 0.25 2 458 181 198
125 0.2 2 573 231 248
160 0.15 2 764 301 318
200 0.1 2 1146 381 398
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Recommended Cutting Data

. Recommended . Feed/edge fz (mm)
. ; Material e . Cutting Speed
Machined Material Grade Specifications  Cutting Depth Ap X - -
Hardness ) Ve(m/min) Medluz:/lc):uttmg Heavy Cutting (H)
LNMX09 1
. GPM7120 180 0.8 1
<
Mild Steel SHBI80 ' Gpo11s LNMX12 15 (140-220) (0.61.2) (0.8-12)
LNMX15 2
LNMX09 1
Carbon Steel, GPM7120 150 0.6 0.8
n Alloy Steel HB180-350  “Gpo11s LNMXT2 15 (110-190) (0.4-0.8) (0.6-1.0)
LNMX15 2
LNMX09 1
120 0.6 0.8
Pre-hardened Steel HRC35-45 GPM7120 LNMX12 1.5 (80-160) (0.4-0.8) (0.6-1.0)
LNMX15 2
LNMX09 1
Stainless Steel GM2140 120 08 1
(Ferritic, < HB270 GM4135 LNMX12 1.5 i
Martensitic) GM4240 (BoglE) (0.61.2) (0.8-1.2)
LNMX15 2
LNMX09 1
. GM2140
Stainless Steel 100 0.6 0.8
o < HB270 GM4135 LNMX12 1.5
(Austenitic, Duplex) GM4240 (60-140) (0.4-0.8) (0.6-1.0)
LNMX15 2
LNMX09 1
GK2115 180 0.8 1
<
Gray Cast Iron < HB280 GK4125 LNMX12 £S5 (140-220) 0.6-1.2) (0.8-1.2)
m LNMX15 2
LNMX09 1
Nodular Cast Iron
: GK4125 120 0.8 1
<
CompaIcrtof‘raphne < HB350 GK2115 LNMX12 1.5 (80-160) 0.6-1.2) 0.8-12)
LNMX15 2
LNMX09 1
Heat-resistant
P GSM7130 50 0.4 0.5
B Alloys, Titanium HRC30-45 GS4130 LNMX12 15 (30-70) (0.2:0.6) 03:0.7)
Alloys
LNMX15 2
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Slot Milling

. - o
Narrow Groove Width Three Edged Milling Inserts
S
Dimensions (mm) Coated Cemented Carbide Cemer_1ted Cermet
Carbide
Order No. 5 n o =
wn
c s o1 8 8 385 § ¢ S| a 8 2 8¢ o =
33 32 F &S LR 2 o
(G} (U] (G} (O] (G} (O] (] (O] (LR UERUENG) (O] (O]
SNEX1202-GM 127 23 52 ® O
SNEX1203-GM 127 3 52 ° O
SNEX12T3-GM 127 35 5 ® O
SNEX1204-GM 127 4 5 ° O
SNEX12T4-GM 127 45 5 ®

@ Stock O Available Upon Order

DCON.
DHUB
MSA (104~108)
CDX
Mandrel Type 5 !
FE[—‘:DC T
3
Fig1
‘ ‘ Dimensions (mm) ‘ ‘ ‘ q ‘
Order No. Diameter Teeth Matched Insert Icnte:'.nal Diagram Wi'(g;ht StInk
‘ ‘ DC‘CW‘DCON‘CDX‘LF‘DHUB‘KWW ‘ °°'”9‘ ‘ {KC) ‘ 2C
MSA104-100R10A27-SN12 100 10 100 4 27 23 50 48 12.4 SNEX1202 X Fig1 0.61 [ ]
MSA105-100R10A27-SN12 100 10 100 5 27 23 50 48 12.4 SNEX1203 X Fig1 0.64 [ ]
MSA106-100R10A27-SN12 100 10 100 6 27 23 50 48 12.4 SNEX12T3 X Fig1 0.68 [ ]
MSA107-100R10A27-SN12 100 10 100 7 27 23 50 48 12.4 SNEX1204 X Fig1 0.71 [ ]
MSA108-100R10A27-SN12 100 10 100 8 27 23 50 48 12.4 SNEX12T4 X Fig1 0.71 [ ]

@ Stock O Available Upon Order
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List of Tool Accessories

Parts Name Insert Screw Recommended Torque Insert Screw Wrench
Shape
Suitable Insert
SNEX1202 Order No. SI90M040032-06003IFQ 1.7N'-m TIO8PQ
SNEX1203 Order No. SI90M040042-06003IFQ 1.7N'm TIO8PQ
SNEX12T3 Order No. SI90M040051-06003IFQ 1.7N'm TIO8PQ
SNEX1204 Order No. SI90M040061-06003I1FQ 1.7N'm TIO8PQ
SNEX12T4 Order No. SI90M040071-06003IFQ 1.7N'm TIO8PQ

Recommended Cutting Data

Machined Material Material Hardness Grade Specifications CL{;E'&Q/;'T:)E(’ Feeé/edge fZ. mm
Medium Cutting (M)
Soft Steel < HB180 opanz SNEX12 p 41,5_‘220) (o.ogigm 5
n o el HB180-350 GAt30 SNEX12 (120200 005012
Pre-hardened Steel HRC35-45 Sparze SNEX12 p 010‘_‘1080) (o.gf-g.n
(Fersrti?iicrjkl\ellsasriteiilitic) < HB270 Een SNEX12 (8(1)—21?50) (0.0%%3.12)
M
(Austeniti, Duplex) < HB270 G140 SNEX12 (60140 0040,
Gray Cast Iron < HB280 sra1n SNEX12 p 6%(_’240) (0.0%_1 5
3
CampactGaphe < HB350 G125 X o ol
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Slot Milling

EPSR
CNEU Nk
a1 . . . 4 | = 11
Three Edged Milling Insert with Medium Slot Width e
RE 7 Z
Ic
. . A Cemented
Dimensions (mm) Coated Cemented Carbide Carbide Cermet
Order No. S oo =
n o w T in o v o w n
IC EPSR o R § § § 58§32 3 £
I ¥ 3 &2 32 8 = =3 ¢ 31 z g
(CENUERUERCENUENCERUERUERCERCERUERNT] (L) G}
CNEU070508-PM 7.6 80° 34 08 @ @ ®
CNEU070508-KM 7.6  80° 34 08 ° °
CNEUO70515-KM 7.6  80° 34 15 ®
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Slot Milling

MSA (110~113)

DCO!
DHUB

LE

Mandrel Type L ETIE ity
3
Fig1
Order No. Diameter Teeth pimensions (mm) Mlitsc::d I(;gglri:z:,l Diagram W(i'(g;)ht stIc?ck
DC ‘ CW‘ DCON ‘ CDX ‘ LF ‘ DHUB ‘ KWW
MSA110-080R06B27-CNO7 80 6 80 10 27 14 50 48 124 CNEUO0705 X Fig1 0.50 [ ]
MSA110-100R08B32-CNO7 100 8 100 10 32 19 50 58 14.4 CNEUO0705 X Fig1 0.78 [ ]
MSA110-125R10B32-CNO7 125 10 125 10 32 295 63 64 14.4 CNEUO0705 X Fig1 1.39 [ ]
MSA110-160R12B40-CNO7 160 12 160 10 40 43 63 70 16.4 CNEUO0705 X Fig1 1.80 [ ]
MSA111-080R06B27-CNO7 80 6 80 11 27 14 50 48 124 CNEUO0705 X Fig1 0.52 [ ]
MSA111-100R08B32-CNO7 100 8 100 11 32 19 50 58 14.4 CNEUO0705 X Fig1 0.81 [ ]
MSA111-125R10B32-CNO7 125 10 125 1 32 295 63 64 14.4 CNEUO0705 X Fig1 1.44 [ ]
MSA111-160R12B40-CNO7 160 12 160 11 40 43 63 70 16.4 CNEUO0705 X Fig1 1.91 [ ]
MSA112-080R06B27-CNO7 80 6 80 12 27 14 50 48 124 CNEUO0705 X Fig1 0.54 [ J
MSA112-100R08B32-CNO7 100 8 100 12 32 19 50 58 14.4 CNEUO0705 X Fig1 0.84 [}
MSA112-125R10B32-CNO7 125 10 125 12 32 295 63 64 14.4 CNEUO0705 X Fig1 1.49 [ J
MSA112-160R12B40-CNO7 160 12 160 12 40 43 63 70 16.4 CNEUO0705 X Fig1 2.01 [ J
MSA113-080R06B27-CNO7 80 6 80 13 27 14 50 48 124 CNEUO0705 X Fig1 0.55 [ J
MSA113-100R08B32-CNO7 100 8 100 13 32 19 50 58 14.4 CNEUO0705 X Fig1 0.87 [}
MSA113-125R10B32-CNO7 125 10 125 13 32 295 63 64 14.4 CNEUO0705 X Fig1 1.55 [ J
MSA113-160R12B40-CNO7 160 12 160 13 40 43 63 70 16.4 CNEUO0705 X Fig1 2.1 [ ]

@ Stock O Available Upon Order
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Slot Milling

. 2
MSA (110~113) | ~[gal. gl
Disc Type SR j
N
CDX . CW
Fig2
Order No. Diameter Teeth pimensions (mm) Matched Insert Iégg:}';‘;' Diagram W(?('g)ht StIc?ck
DC ‘ cw ‘ DCON ‘ CDX ‘ THUB ‘ DCSFMS ‘ KWW

MSA110-080R06K27-CNO7 80 6 80 10 27 19 10 40 7 CNEUO0705 X Fig2 0.21 [ J
MSA110-100R08K27-CNO7 100 8 100 10 27 26 10 46 7 CNEUO0705 X Fig2 0.36 [ ]
MSA110-125R10K40-CNO7 125 10 125 10 40 34 10 55 10 CNEUO0705 X Fig2 0.52 [ J
MSA110-160R12K40-CNO7 160 12 160 10 40 51 10 55 10 CNEUO0705 X Fig2 0.91 [}
MSA111-080R06K27-CNO7 80 6 80 1 27 19 1M 40 7 CNEUO0705 X Fig2 0.23 o
MSA111-100R08K27-CNO7 100 8 100 11 27 26 11 46 7 CNEUO0705 X Fig2 0.40 [ J
MSA111-125R10K40-CNO7 125 10 125 11 40 34 11 55 10 CNEUO0705 X Fig2 0.59 [ J
MSA111-160R12K40-CNO7 160 12 160 11 40 51 11 55 10 CNEUO0705 X Fig2 1.03 [ J
MSA112-080R06K27-CNO7 80 6 80 12 27 19 12 40 7 CNEUO0705 X Fig2 0.26 [ J
MSA112-100R08K27-CNO7 100 8 100 12 27 26 12 46 7 CNEU0705 X Fig2 0.44 [ J
MSA112-125R10K40-CNO7 125 10 125 12 40 34 12 55 10 CNEU0705 X Fig2 0.65 [ J
MSA112-160R12K40-CN0O7 160 12 160 12 40 51 12 55 10 CNEU0705 X Fig2 1.15 [}
MSA113-080R06K27-CNO7 80 6 80 13 27 19 13 40 7 CNEU0705 X Fig2 0.28 [
MSA113-100R08K27-CNO7 100 8 100 13 27 26 13 46 7 CNEU0705 X Fig2 0.49 [ J
MSA113-125R10K40-CN0O7 125 10 125 13 40 34 13 55 10 CNEU0705 X Fig2 0.72 [ J
MSA113-160R12K40-CNO7 160 12 160 13 40 51 13 55 10 CNEUO0705 X Fig2 1.27 [ ]

@ Stock O Available Upon Order
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List of Tool Accessories

Parts Name Insert Screw Recommended Torque Insert Screw Wrench

Shape

Suitable Insert

CNEU0705 Order No. SI60M030090-04205S 1.8N'm TTO9PQ

Recommended Cutting Data

Machi . . e Cutting Speed ez i)
achined Material Material Hardness Grade Specifications Vit ; )
Medium Cutting (M)
Soft Steel < HB180 Sparz CNEU0705 (140920, 009015
E S HB180-350 Chdzs0 CNEU0705 (120200) 0.05012)
Pre-hardened Steel HRC35-45 opanz CNEU0705 (1200150, 0oaa)
M (Fersrtiiiicrjlillsjriéieslitic) = [ G CHENOAS (8(;-21%0) (0.0%2?12)
(Al;sst?émtelis She;fllex) < HB270 gﬁ‘éﬁ% CNEU0705 (6(;-(‘)810) (o.gf-g.n
Gray CastIron < HB280 oKz CNEU0705 p o 10) (0.0%.1 5
K
ggﬁﬂiggs:?ﬁéﬁ.’?e < HB350 ez CNEU0705 (83 _21%0) (0'0%?31 2

GESAC _ 189



MILLING | Indexable Milling Tools

Chamfer Milling

LE RE
Positive Four Edged Chamfer Milling Insert V
11°rL
IC EE
Dimensions (mm) Coated Cemented Carbide Cemer)ted Cermet
Carbide
Order No. 3 P I =
n o w Y n un Qv w|o|n n
c L R s o0 § § & 5 8 3o 23F & E
3 3 3 2 383 } = =3 ¢ § T Z 2
(G} (U] (G} (U] (G} (U] (O] (CERUERUERUERNU (O] (U]
SPMT09T308-CM 953 793 08 397 44 @ @ [ BN J
SPMT120408-CM 127 11.1 08 476 55 @ @ [ I}

@ Stock O Available Upon Order
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x Z|
MCA130 18 86
| | =0
Side-clamping Type - o)
LU
LE
Fig1
‘ ‘ Dimensions (mm) (MR AT ‘ ‘ ‘
Order No. Diameter Teeth %Jtt':hg Matched Insert ICnteIr.naI Diagram WeKlght In Stock
DC‘DCX‘ DCON ‘ LF ‘ Lu e ‘ ‘ oomg‘ (KG)
APMX
MCA130-025R02W25-SP09 25 2 25 40 25 120 40 3 SPMTO09T3 X Fig1 0.44 [ J
MCA130-032R03W32-5P12 32 3 32 52 32 180 40 4.5 SPMT1204 X Fig1 1.07 [ J
@ Stock O Available Upon Order
Z
g8 56 3
MCA145 e
50
. . =3
Side-clamping Type L
LF
Fig2
) . Maximum
‘ Dimensions (mm) . ‘ ‘ ‘ . ‘
Order No. DiameteJ Teeth csjtt'&g Matched Insert Igtellflnal Diagram Wf('(g;ht In Stock
DC‘ DCX ‘ DCON‘ LF ‘ LU g ‘ ooling ‘ (KG)
APMX
MCA145-025R02W25-5P09 25 2 25 37 25 120 40 5 SPMTO09T3 X Fig2 0.43 [ J
MCA145-032R03W32-5P12 32 B] 32 49 32 180 40 7 SPMT1204 X Fig2 1.06 [}
@ Stock O Available Upon Order
8o i 3
a o 8
MCA160 LB =
. . - 60
Side-clamping Type w
LF
Fig3
. ) Max.
‘ ‘ Dimensions (mm) . ‘ ‘ ‘ ‘ . ‘
Order No. Diameter Teeth CDUtt';? MlatChid Igte:"nal Diagram WeKlght In Stock
‘ DC ‘ DCX ‘ DCON ‘ LF ‘ LUSRREp ‘ TS Lo '“9‘ ‘ (e
APMX
MCA160-025R02W25-SP09 25 2 25 34 25 120 40 6 SPMTO09T3 X Fig3 0.41 [}
MCA160-036R03W32-SP12 36 3 36 48 32 180 40 8 SPMT1204 X Fig3 1.06 [}

@ Stock O Available Upon Order

GESAC _ 191



MILLING | Indexable Milling Tools

List of Tool Accessories

Parts Name Insert Screw Recommended Torque Insert Screw Wrench
Shape
Suitable Insert
SPMT09T3 Order No. SI60M040089-053135 3.5N'm TT15PB
SPMT1204 Order No. SI60M050108-072095 5.0N'm TT20PQ
Recommended Cutting Data
q q Feed/edge fz (mm)
Machined Material I_I:/Ia(tjerlal Grade Specifications CLc:tlng/Speed
clielnteEs ¢(m/min) Medium Cutting (M)
180 0.2
GAa225 SPMTO9T3 (140-220) (0.15-0.25)
Soft Steel < HB180 GA4230
SPMT1204 180 0.25
(140-220) (0.2-0.3)
160 0.2
SPMT09T3
GA4225 (120-200) (0.15-0.25)
n CarbonSteel Alloy ' 1180350 GA4230
GP2115 160 0.25
SIANTIZRS (120-200) 0.2-0.3)
120 0.15
GA4230 SPMT09T3 (80-160) (0.1-0.2)
Pre-Hardened Steel HRC35-45 GA4225
GP2115 120 0.2
SPMT1204 (80-160) (0.15-0.25)
120 0.15
SPMT09T3
Stainless Steel <hp27o | GM2140 {EE) ()
(Ferritic, Martensitic) = GA4230 120 0.2
M SIPRMTIZR (80-160) (0.15-0.25)
100 0.15
SPMTO09T3
Stainless Steel (60-140) (0.1-0.2)
le: < HB270 GM2140
(Austenitic, Duplex) 100 0.2
SPMT1204 (60-140) (0.15-0.25)
160 0.2
G215 SPMTO9T3 (120-200) (0.15:0.25)
Gray Cast Iron < HB280 GK4125
SPMT1204 ey 0
m (120-200) (0.15-0.3)
140 0.15
Nodular Cast Iron, K125 SPMT09T3 (100-180) (0.1-0.2)
Compact Graphite < HB350 GK2115
Iron SPMT1204 140 0.2
(100-180) (0.15-0.25)
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Modular extension bar

/ 2
O
EH =
[T—1A
\
LF =
3
8
Fig1
Dimensions (mm)
Order No. Igte:’pal Diagram Weight (KG) In Stock
DCONMS LF CRKS ooling
EH-M5G10L100SC 10 100 M5 N Fig1 0.12 O
EH-M5G10L150SC 10 150 M5 v Fig1 0.17 O
EH-M6G10L100SC 10 100 M6 N Fig1 0.12 [ ]
EH-M6G10L150SC 10 150 M6 v Fig1 0.17 [ ]
EH-M6G12L100SC 12 100 M6 N Fig1 0.17 O
EH-M6G12L150SC 12 150 M6 v Fig1 0.24 [ )
EH-M6G12L200SC 12 200 M6 N Fig1 0.33 [ )
EH-M8G15L100SC 15 100 M8 N Fig1 0.25 O
EH-M8G15L150SC 15 150 M8 N Fig1 0.37 O
EH-M8G15L200SC 15 200 M8 N Fig1 0.50 O
EH-M8G15L250SC 15 250 M8 N Fig1 0.63 O
EH-M8G15L300SC 15 300 M8 v Fig1 0.82 O
EH-M8G15.6L100SC 15.6 100 M8 N Fig1 0.28 O
EH-M8G15.6L150SC 15.6 150 M8 v Fig1 0.42 [ ]
EH-M8G15.6L200SC 15.6 200 M8 N Fig1 0.55 o
EH-M8G15.6L250SC 15.6 250 M8 N Fig1 0.67 o
EH-M8G15.6L300SC 15.6 300 M8 N Fig1 0.84 O

@ Stock O Available Upon Order
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Modular extension bar

9
3
EH o
\
LF %
8
8
Fig1
Dimensions (mm)
Order No. f:nte:'_nal Diagram Weight (KG) In Stock
DCONMS LF CRKS ooling
EH-M10G20L100SC 20 100 M10 N Fig1 0.42 @]
EH-M10G20L150SC 20 150 M10 N Fig1 0.64 [ ]
EH-M10G20L200SC 20 200 M10 N Fig1 0.87 [ ]
EH-M10G20L250SC 20 250 M10 N Fig1 1.07 [ ]
EH-M10G20L300SC 20 300 M10 N Fig1 1.28 O
EH-M10G20L350SC 20 350 M10 N Fig1 1.50 O
EH-M12G24L150SC 24 150 M12 N Fig1 0.90 O
EH-M12G24L200SC 24 200 M12 N Fig1 1.20 [ ]
EH-M12G24L250SC 24 250 M12 N Fig1 1.52 [ ]
EH-M12G24L300SC 24 300 M12 N Fig1 1.83 O
EH-M12G24L350SC 24 350 M12 N Fig1 2.22 O
EH-M12G25L100SC 25 100 M12 v Fig1 0.64 O
EH-M12G25L150SC 25 150 M12 N Fig1 0.97 O
EH-M12G25L200SC 25 200 M12 v Fig1 1.32 [ )
EH-M12G25L250SC 25 250 M12 N Fig1 1.67 [ ]
EH-M12G25L300SC 25 300 M12 N Fig1 1.99 [}
EH-M12G25L350SC 25 350 M12 N Fig1 2.39 O

@ Stock O Available Upon Order

194 _ GESAC



Indexable Milling Tools | MILLING

Modular extension bar

<
3
EH =
[T—1A
\
LF =
3
8
Fig1
Dimensions (mm)
Order No. Igte:"nal Diagram Weight (KG) In Stock
DCONMS LF CRKS ooling
EH-M16G32L100SC 32 100 M16 N Fig1 1.05 O
EH-M16G32L150SC 32 150 M16 v Fig1 1.58 O
EH-M16G32L200SC 32 200 M16 N Fig1 217 [ ]
EH-M16G32L250SC 32 250 M16 v Fig1 2.64 [ ]
EH-M16G32L300SC 32 300 M16 N Fig1 3.20 [ ]
EH-M16G32L350SC 32 350 M16 v Fig1 3.80 [ )
EH-M16G32L400SC 32 400 M16 N Fig1 4.36 O
EH-M16G32L450SC 32 450 M16 N Fig1 4.96 O
EH-M16G32L500SC 32 500 M16 N Fig1 5.45 O

@ Stock O Available Upon Order
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MEMO
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SOLID CARBIDE ENDMILLS




MILLING |

GESAC's Coatings

Solid Carbide Endmills

Coating Properties

Coating Name

Vickers
Hardness
(HVO0.05)

Coefficient
of Friction

Maximum
Applicable

Temperature (°C)

Features and Applications

AICrN

3200

0.45

1100

< Excellent high oxidation resistance and extremely
outstanding wear resistance at high temperatures;

<> Suitable for machining ordinary steels with medium
and low hardness, mould steels, and titanium alloys.

AICrSiN

3300

0.4

1100

<> Specifically developed for milling processing, with
high oxidation resistance, achieving a perfect balance
between wear resistance and toughness;

<> High versatility, suitable for milling processing of
ordinary steels, mould steels, and titanium alloys with
a hardness below 55HRC.

TiAIN

2900

0.35

900

<{> Good heat resistance and fine control of grain
refinement;

<> Mainly suitable for milling processing of stainless
steels, dry machining of some high-hardness steels,
and drilling of titanium alloys.

AITiN Nano

3000

0.45

900

<> Precise control of the crystal orientation, achieving
a perfect balance between hardness and toughness;
<> A general coating for drilling and milling, suitable
for high-speed and fast-feed cutting of stainless steel
and high-hardness steel.

AICrN/TiSiN
Multi-layer

3100

0.35

1100

<{> High oxidation resistance, high heat resistance,
good toughness, and an ultra-smooth surface;
<> Suitable for drilling of stainless steels and cast irons.

AITiN/TiSiN

Nano Multi-layer

3300

0.35

1100

<> Ultra-high stability and ultra-high toughness;
<> A general coating for drill bits, suitable for drilling
of ordinary steels.

TIAICrSiN

4000

0.35

1100

<> High hardness, high oxidation resistance, and heat
resistance;

<> Particularly suitable for milling processing of high-
hardness steels with a hardness of 50-60HRC.

TIAISIN

4000

0.35

1200

<> High hardness, high oxidation resistance, and heat
resistance;

< Particularly suitable for milling processing of high-
hardness steels with a hardness of 55-65HRC.

<> Suitable for milling processing of high-temperature
alloy.

DLC

5000

0.1

500

<> High smooth surface, low wear coefficient, and high
lubricity;

<> Suitable for machining materials such as copper
alloys, aluminum alloys, and plastics.

Ti-rich Coating

4000

0.35

900

<> High hardness, good self-lubrication, and excellent
anti-adhesive wear properties;

<> Suitable for machining of nonferrous metals such
as titanium alloys and aluminum alloys.

Coarse-grained

Diamond

8500

700

<> High hardness, high thermal conductivity, and high
wear resistance;
< Suitable for machining of graphite.

Ultra-fine-
grained
Diamond

8000

700

<> Smooth surface, good self-lubrication, high hardness,
high thermal conductivity, and high wear resistance;

<> Suitable for machining of nonferrous materials,
carbon fiber composite materials, etc.
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Positioning of Main PVD Nano Coatings

PVD coatings precisely control the grain size (10-500nm), which can achieve high hardness, and good oxidation resistance,
and effectively reduce the coefficient of friction.

Maximum Applicable Temperature (°C)

1400

TiAISIN
1200 ]
1000 j
800
600 | ... =

]
DLC
400
200
0 2000 2500 3000 3500 4000 4500 5000 Hardness (HV)

Coating Hardness and Maximum Applicable Temperature

Coefficient of Friction

0.5 |
04 | TiN lIHHH%IIl
TiAICrSiN
TiAISIN
03
0.2
A
0.1 o
0
1500 2000 2500 3000 3500 4000 4500 5000 Hardness (HV)

Coating Hardness and Coefficient of Friction
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General High-performance Coating AICrSiN

® Good versatility, significantly improving productivity through high-
efficiency cutting.

® The unique structural design makes the coating achieve a perfect
balance in terms of toughness, thermal shock stability, and residual stress. AICrSiN Coating

Cemented Carbide Substrate

High-hardness Coating TiAISiN o oy

@® The microhardness can reach 4,000HV, with good wear resistance.

@ The special transition layer design ensures an extremely strong bonding
force between the high-hardness coating and the substrate, with an
adhesion force of over 1OON.' ' ' o TIAISIN Coating
® The nano-composite coating design provides extremely strong oxidation
resistance, with the starting oxidation temperature as high as 1,200°C and
good high-temperature stability. Cemented Carbide Substrate

Coating Cross-section

Nano-coating AITiN Morphology

® The high aluminum content provides excellent heat resistance and
oxidation resistance temperature.

@ The special coating method optimizes the coating structure, improving
stability and greatly reducing surface droplets. AITiN Coating

Cemented Carbide Substrate

$370015.0kV 7. 4mi x15.0k SE

Coating Cross-section

Ultra-fine-grained Diamond Coating Morphology

@ High-purity diamond coating and the coating
hardness can reach over 80GPa.

@ The coating surface is smooth, with a low
coefficient of friction.

@ Suitable for finishing nonferrous materials,
such as graphite, high-silicon aluminum alloys,
carbon fibers, glass fibers, ceramics, etc.

Coating Cross-section Coating Surface Morphology
. . . Morpholo
Coarse-grained Diamond Coating e
L = e e
@ High-purity diamond coating and the coating ,:sf" = 5&5“{?} &8 =

hardness can reach over 85GPa.

@ High-wear-resistant diamond coating seeds,
with extremely high hardness and superior wear Diamond Coating
resistance.

@ Suitable for machining of graphite.

Cemented Carbide Substrate

Coating Cross-section Coating Surface Morphology
Morphology
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Marking Instructions

Designation

Shank
Shape

Coating

Grade

h5

AICrSi

TiAIN

TiAIN

nano

>
o 3
g

= 4

AICrN/
TiSiN

TiAIN/
TiSiN

ey

IAICKSi

=

TiAISiN

Titanium-
rich

DLC

GSR7115

Description Designation Description
ISO Standard . -
Shank Side Milling
ISO Standard .

Grooving

Shank

Cutting

AICrN Coating Method

AICrSiN Coating

TiAIN Coating

AITiN Nano-
coating

AICrN/TiSiN

Multi-layer .
Helix

. . Angle
TiAIN/TiSiN Nano

Multi-layer

TIAICrSiN

TIAISIN

Ti-rich Coating

DLC Colorful
Coating

Coarse-grained

Diamond Coating Teeth

Ultra-fine-grained
Diamond Coating

Titanium Alloy
Milling Grade
GSR7115

Profile Cutting

Helical Milling

Trochoidal
Milling

35° Helix Angle

Double Helix
Angle

Unequal Helix
Angle

PAPEPAE @ O M &

Notes: Different Numbers
Represent Different Helix
Angles

1-edge Endmill

2-edge Endmill

’ 3 l 3-edge Endmill

-

A i
4 4-edge Endmill

L

5-edge Endmill

\, ,

6 6-edge Endmill

r“ 12-edge

k}g‘ Endmill

Solid Carbide Endmills |

Designation

Shape
of End
Cut-
ting
Edge

Ballnose

Chamfer

Work-
piece
Material

EODBE=zEkkEiElkl

MILLING

Description

Square

Filleted Corner

Ball Nose

Tip Chamfer

Chamfer

Steel

Stainless Steel

Cast Iron

Nonferrous
Materials

High-
temperature

Alloy,
Titanium Alloys

High-hardness
Material
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Model (Order No.) Designation Rules of Solid Carbide Endmills

UP210 -

)

Workpiece Material

(@ Series Number

Series Description

UP210 General Machining Series (<48HRC)
SP210 Efficient Machining Series (<48HRC)
For Steel and Cast PP300 Efficient Machining Series (<48HRC)
Iron Parts UPN210 General Rough Machining Series (<48HRC)
UPR210 General Rough Machining Series (<48HRC)
UPR300 General Rough Machining Series (<48HRC)
Us200 General Machining Series for Stainless Steel
Stainless Steel Us260 General Machining Series for Stainless Steel
SS600 Efficient Machining Series for Stainless Steel
UA100 General Machining Series for Aluminum Alloy
SA100 Efficient Machining Series for Aluminum Alloy
SA160 Appearance Machining Series for Aluminum Alloy
Aluminum Alloy
SA210 Rough Machining Series for Aluminum Alloy
SA300 High-speed Machining Series for Aluminum Alloy
DNM100 Standard PCD Filleted Corner Endmill Series
Graphite SG200 High-speed Machining Series for Graphite
Composite Material SD200 Endmill Series for Composite Material Machining
High-temperature SN200 Endmill Series for High-temperature Alloy Machining
Alloy SN300 Efficient Machining Endmill Series for High-temperature Alloy Machining
ST210 High-performance Endmill Series for Titanium Alloy Machining
Titanium Alloy
ST300 Efficient Machining Endmill Series for Titanium Alloy Machining
SH160 Machining Series for High-hardness Steel (48-55HRC)
Hardness Steel
FH200-H High-feed Machining Series for High-hardness Steel (35-65HRC)
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09

)

@ Shape of End Cutting Edge

@) Feature Item

@ Number of Teeth

Square

Long Neck

Ball Nose

Long Shank

Arc Angle

Long Flute

Tip Chamfer

Short Flute

Empty

Standard

(® Edge Diameter

® Characteristic Code

006

0.6 mm

060

6 mm

100

170 mm

Square/ball Nose
a. Neck Length
b. Edge Length

06—6mm
10—10mm

Filleted Corner
02—R0.2mm
10—RTmm

Tip Chamfer
03—C0.03mm
13—C0.13mm
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Model (Order No.) Designation Rules of Solid Carbide Endmills

SPM200 -

)

Workpiece Material (@ Series Number Series Description

Steel and Cast Iron
Parts, Copper Alloy, SPM200
Hardness Steel

High-performance Series for Small-diameter Deep
Machining (<55HRC)

SH260-H High-hardness General Machining Series (30-60HRC)
Hardness Steel SH360 High-hardness Machining Series (45-65HRC)
SHM200 High-performance Series for Small-diameter Deep

Machining of High-hardness Steel (45~65HRC)

SG200 - M -

L©

Workpiece Material @ Series Number Series Description

Graphite SG200-M High-speed Machining Series for Graphite Moulds
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2-1-4-01-YV

2 ) @ ) (@)

L©

L)

“utinghage @ Featurettem e
S Square N I’:lc;rég 2 0.6 0.6 mm
B NBoas”e H SLr?anngk 3 6 6 mm
R agle b e 4

A
ety o0

R

N

(® Characteristic
Value Neck
Length/Shank
Length/Edge
Length

0.5 0.5mm

1 Tmm

10 10 mm

100 100 mm

@ Fillet Radius

‘ Coating Code

0.5 0.5mm

1 T mm

No
EMPty  Fijjet

4-1-4-0.1-50

2 =) ) ) ()

L©

)

® Shape of End @ Number of @ Edge @ Characteristic . .
Cutting Edge ® Feature Item Teeth Diameter el N @ Fillet Radius Total Length
Long Length/Edge
S Square N Neck 2 0.6 0.6 mm Length 0.5 0.5mm 50 50 mm
Ball Long
B Nose H Shank 3 6 6 mm 0.5 0.5mm 1 1T mm
Arc Long No
R Angle L Flute 4 ! Tmm Empty Fillet
s Short 6 10 10 mm
Flute
Stan-
Empty dard
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Model (Order No.) Designation Rules of Solid Carbide Endmills

SM200 -

)

Workpiece Material (@ Series Number Series Description
For ;lrconla, SM200 Dental Prosthesis Machining Series
Titanium Alloy

STB200 - C S -

((© 2 )

Workpiece Material E}usnigzi Series Description (@ Machining Type (3 Workpiece Material
For Stainless Steel, Titanium Tapered Ball-nose Trochoidal .
Alloy, High-temperature Alloy stB200 | Endmill Series ¢ Machining S Stainless Steel
F Finishing T | Titanium Alloy
High-
N temperature
Alloy
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RO-2-06-6-50-d4

@2 ) 3 ) ) L ©

(2 Compatible @ Edge @ Shank
Device Code O el Diameter bl Ly @ Uil Leniln Diameter
RO Roland 2 06 0.6mm 05 0.5mm 50 50mm d4 | 4mm
VH VHF
WI Wieland 3 6 6 mm 1 1 mm 60 |60 mm dé 6 mm
M IMES-ICORE 10 10 mm
Z1 Cercon
AR ARUM
XT Xiangtong
KL Cradle
General
TP Titanium Alloy
Machining

B 4 - 3 -2 - 25 — d6

2 ) ) ) L©) ©)

@ Shape of End ® Number of ® Single-side @ Edge Characteristic ® Shank
Cutting Edge Teeth Dimension Diameter Value: Edge Diameter
Length
Ball o
B 4 3 3 2 2mm de 6 mm
nose
6 6 mm
6 4 4° 10 10 mm d10 |10 mm
10 10 mm
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List of Integral Endmill Products

; Carbon
3 Steel/Alloy Steel
n A (<35HRC)
5 Alloy Steel
(35-48HRC)

PH and Ferritic/
6 Martensitic Steel

(<35HRQ)
1
2 Stainless Steel SPM200  STB200
3
Gray Cast Iron,

; Nodular Cast Iron
(<32HRCQ)

High Alloy Cast

3 Iron (35-45HRC)
Forged Aluminum
1 Alloy, Cast
2 Aluminum Alloy
(Si<12%)
3 Cast Aluminum
Alloy (Si>12%)
4 Copper Alloy
(<200HB)
Graphite, Zirconia,
5 Composite
Materials

1 High-temperature

2 Alloy
E 3 (<450HB)
4 Titanium Alloy
(<400HB)

Hardness Steel
(45-55HRCQ)

m 2 Hardness Steel
(55-60HRC)
High-hardness

Steel
(>60HRC)

H W
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Series Introduction

WV UP210 General Machining Endmill

® Suitable for the machining of ordinary steel and cast iron
materials (<48 HRC);

® High-performance AlCr-based coating, which is resistant to
high temperatures and wear;

® Suitable for various cooling environments such as mist
cooling, water cooling, oil cooling, and air cooling.

A PP300 Efficient Machining
Endmill for Ordinary Steel

® Suitable for efficient machining processing such as side
milling, grooving, helical interpolation milling, and trochoidal
milling of ordinary steel and cast iron materials (<48HRC),
with a high metal removal rate;

® The design of unequal tooth pitches and unequal helix angles
effectively suppresses high-frequency vibrations, gives full play
to excellent anti-vibration capabilities, and enables efficient and
stable machining with large cutting depths and widths;

® The variable slot depth design ensures that the tool has both
sufficient chip removal space and sufficient rigidity.

W SP210 Efficient Machining Endmill

® Suitable for efficient machining of ordinary steel and cast
iron materials (<48 HRC);

® The design of unequal helix angles and unequal tooth
pitches provides excellent anti-vibration capabilities;

e Suitable for efficient cutting with large cutting depths and
widths (when the machine has good rigidity).

A UPN210 Chip Breaking Tooth
Roughing Endmill

® Suitable for semi-finishing and roughing of ordinary steel and
cast iron materials (<48HRC), with a high metal removal rate;

® The fine-grained substrate of the GU type combined with the
high-performance AlCr-based nano-coating achieves a perfect
combination of high wear resistance and high toughness;

® With a special chip breaking tooth design, short chips are
generated during the machining process, and the chip removal is
smooth, achieving high-quality and stable machining;

® With a unique large R geometry design, good chip removal
performance is achieved.
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Series Introduction

WV UPR210 Undulatory Tooth
Roughing Endmill

® Suitable for roughing of ordinary steel and cast iron
materials (S48HRC), with a high metal removal rate;

® The fine-grained substrate of the GU type combined with the
high-performance AlCr-based nano-coating achieves a perfect
combination of high wear resistance and high toughness;

® Alarge 45° helix angle and a unique U-shaped slot design to
achieve smooth cutting;

e With a standard undulatory tooth design, fine and short
chips are generated during machining, the chip removal
performance is excellent, and high-quality and stable
machining is achieved.

%

W UPR300 Undulatory Tooth
Roughing Endmill

® Suitable for roughing with large cutting depths and widths
of ordinary steel and cast iron materials (<48HRC), with a high
metal removal rate;

® A dense tooth type undulatory tooth design, generating ultra-
fine and short chips during machining, with excellent chip removal
performance, low cutting resistance, and low machine load;

® The special cutting edge treatment effectively improves the
tool's chipping resistance and wear resistance during roughing.

210 — GESAC

A US200 General Endmill for
Stainless Steel

® Suitable for general machining of stainless steel (<280HB);

® The special cutting edge design effectively solves the
problem of chip adhesion at the cutting edge of the tool;

® Water cooling and oil cooling are the best cooling modes.

A US260 Stainless Steel General
Machining Endmill

® Suitable for roughing and finishing of stainless steel (<380HB);
® Excellent tool substrate and coating process, enhancing the
chipping resistance during roughing and the wear resistance
during finishing, and the tool has a long service life;

® Suitable for fast feed and high-feed machining, face milling,
side milling, and shallow slot grooving (ap<0.1D);

® Oil cooling and water cooling are recommended as the
cooling modes.



Series Introduction

WV SS600 Efficient Machining
Endmill for Stainless Steel

® Suitable for machining high-strength steel, precipitation
hardening stainless steel, titanium alloy, etc.;

® The special R5 filleted corner protection of SS600 can be
used for trochoidal milling, efficient machining, or finishing;

e Excellent grooving performance, high cutting edge strength,
and resistance to edge broken;

® The design of unequal helix and unequal indexing ensures a
stable cutting process;

® The parabolic chip pocket design provides excellent chip
removal ability.

V' 1UA100 General Machining Endmill
for Copper and Aluminum Alloys

® Suitable for general machining of aluminum alloys (Si<12%)
and copper alloys (<200HB);

® The special edge type design effectively prevents vibrations
and solves the problem of chip adhesion at the cutting edge of
the tool;

® Water cooling is the best cooling mode.

Solid Carbide Endmills | MILLING

A SA100 Efficient Machining Endmill
for Copper and Aluminum

® Suitable for high-efficiency roughing and semi-finishing of
aluminum alloys (Si<12%);

® The unique geometry design and the polishing treatment of
the rake face enhance the chip removal performance and meet
the requirements of efficient machining;

® Suitable for efficient machining with large cutting depths
and widths, with a high metal removal rate.

A SA160 Endmill for Appearance
Machining of Aluminum Alloys

e Suitable for finishing (appearance machining) of aluminum
alloys;

® The unique geometry design and extremely high grinding
quality meet the machining requirements of high appearance
quality;

® There are no defects such as tool marks or male and female
faces on the machined appearance, achieving stable appearance
machining.
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Series Introduction

W SA210 Series Roughing Endmill
for Aluminum Alloys

® Suitable for high-efficiency roughing of aluminum alloy
materials;

® The special undulatory tooth design ensures a high metal
removal rate;

® The vibration suppression tool design ensures a stable high-
speed cutting process.

WV SA300 Series High-Speed Machining
Endmill for Aluminum Alloys

® Suitable for high-speed machining of aerospace aluminum
alloy materials;

® The combination of special design and excellent
manufacturing results in excellent tool dynamic balance
performance;

e Ultra-fine-grained cemented carbide, which has super wear
resistance and high toughness;

® The unique sharp cutting edge design makes the cutting
process light and smooth, improving the machining efficiency
and the surface quality of the workpiece.

212 _ GESAC

A DNM100 Standard PCD Filleted
Corner Endmill

® A compact with good wear resistance and a unique cutting
edge treatment to ensure the quality of the cutting surface
and a long service life;

® Suitable for roughing, semi-finishing, and finishing of copper
and aluminum alloys, graphite, composite materials, etc.

A SG200 Endmill for Graphite
Machining

® With a diamond coating, the strengthened bonding between
the coating and the substrate has high adhesion, and the tool
has high toughness;

® The high-purity diamond coating film has good wear
resistance, ensuring long-service life machining;

® Suitable for semi-finishing and finishing of graphite
workpieces such as graphite electrodes and graphite products,
and air cooling is recommended.



Series Introduction

V' SG200-M Endmill for Graphite
Mould Specialized Machining

@ The high-purity diamond coating film is suitable for machining
various graphite grades with high and low hardness and has
excellent wear resistance;

® The special pre-treatment process achieves good machining
surface quality;

® Suitable for high-precision and specialized machining of 3D
curved glass graphite moulds in the 3C electronics industry,
and air cooling is recommended.

WV ST210 High-Performance Endmill
for Titanium Alloy Machining

® Suitable for high-performance machining of titanium alloy
materials (TA7, TC4, TC18) and stainless steel materials;

® Unequal indexing and unequal helix angles effectively
suppress the generation of vibrations, resulting in higher
machining surface quality;

® The eccentric arc relief angle design gives high cutting edge
strength, enabling stable cutting machining;

® A substrate specially designed for difficult-to-machine
materials, providing a longer tool cutting service life.

Solid Carbide Endmills | MILLING

A ST300 High-Performance Endmill
for Titanium Alloy Machining

® Suitable for high-performance machining of titanium alloy
materials;

® A brand-new titanium alloy milling grade, which significantly
improves wear resistance and anti-adhesive wear properties;

® The special filleted corner treatment improves the strength
and sharpness of the cutting edge, effectively reducing the
vibrations caused by the filleted corners;

® An enhanced large helix angle design and unequal tooth
pitches, reducing the harmonics generated during cutting and
eliminating abnormal vibrations;

® A professional 5-edge design has been added, aiming to
achieve a productivity that exceeds that of 4-edge endmills.

A STB200 Tapered Ball-Nose Endmill

® Suitable for specialized machining of impellers and blade disks
made of stainless steel, titanium alloy, and high-temperature
alloy;

® The taper clearance design and vibration suppression design
are suitable for deep machining with large overhangs;

® The special tool design combined with a high-performance
substrate and a special coating results in high machining
efficiency.
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Series Introduction

V' SM200 Endmill for Dental
Prosthesis Machining

® The high-precision dimensional tolerance design ensures the
machining accuracy of dental prostheses;

® The sharp cutting edge design results in excellent product
surface quality;

® The advanced coating process gives the tool high wear resistance;
® Suitable for machining materials such as zirconia, titanium alloy,
and cobalt-chromium alloy in the dental industry.

W' SN200 High-performance Endmill for
High-temperature Alloy Machining

® Suitable for high-performance machining of high-temperature
alloys (such as Inconel718, GH4169, etc.) and stainless steel materials;
® Unique Edge type design, ensuring high rigidity and excellent
seismic performance;

® Special circumferential relief angle treatment, increasing the strength
of the cutting edge and ensuring the cutting surface quality.
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A SN300 High-performance Endmill for
High-temperature Alloy Machining

® Suitable for high-performance machining of high-temperature
alloys such as high-temperature alloy engine power components
in the aerospace industry and cobalt-chromium alloy parts in the
medical industry;

® The optimized circumferential relief angle treatment reduces
cutting heat, increases the tool's wear resistance, and ensures the
quality of the cutting surface;

® The unequal tooth pitch cutting edges reduce resonance, provide
excellent anti-vibration capabilities, and improve the material
removal rate and the tool's service life;

® The new fine-grained substrate combined with the high-
performance AlTi-based coating achieves a perfect combination of
high chipping resistance and high wear resistance;

® A professional 5-edge design has been added, aiming to achieve
a productivity that exceeds that of 4-edge endmills.

~

A SD200 High-Performance Endmill for
Composite Material Machining

® Suitable for edge milling and grooving machining of aerospace carbon
fiber composite materials;

® A diamond coating to improve the tool's service life;

® A edge type design with left and right staggered edges, which can
effectively suppress workpiece edge curling and delamination, etc.

A SH160 Hardness Steel (48-55HRC)
Machining Endmill

® High-hardness, high-toughness substrate material with specialized
angle design for machining high-hardness steel;

® Suitable for finish machining of hardness steels (48-55HRC);

® Air cooling or oil mist cooling is recommended.



Series Introduction

WV SH260-H General Hardness Steel
Machining Endmill

® Suitable for machining and semi-finishing of 30~60HRC hardness
materials;

® High-strength and high-toughness substrate materials combining
with our self-developed high-hardness coating, effectively
extending the tool service life;

® Unique geometry structure, achieving excellent hardness steel
material machining;

® QOil cooling or oil mist cooling is recommended.

WV SH360 Hardness Steel Machining
Endmill

® Suitable for machining and semi-finishing of 45~65HRC hardness
materials;

® High-strength and high-toughness substrate materials combining
with our newly developed high-hardness coating, effectively
extending the tool service life;

® Unique geometry structure, achieving excellent hardness steel
material machining;

@ Qil cooling or oil mist cooling is recommended.

7

WV FH200-H Hardness Steel High Feed
Machining Dedicated Endmill

® Specifically designed for high-feed roughing of hardness materials
(35~65HRC);

® Special dedicated tool design, perfectly realizing high-feed
machining and significantly improving machining efficiency;

® The use of ultra-fine cemented carbide substrate and self-
developed high-hardness coating makes the tool have extremely
high wear resistance and high temperature stability, suitable for
various working conditions.

Solid Carbide Endmills | MILLING

A SPM200 Micro Diameter Endmills
for Deep Machining

® Suitable for deep notch micro-machining of carbon steel, alloy
steel, hardened steel, copper, aluminum alloy and other materials
(hardness < HRC55) in the precision mould industry;

® High-accuracy edge diameter accuracy, ball nose profile, R arc
profile and shank accuracy (h5);

® Use high-performance AICrSiN nano coating for heat and wear
resistance;

® Special angle and clearance design.

A SHM200 Micro Diameter Endmills
for Deep Machining

® Use GU-type ultrafine grain substrate + TiAISiN high-performance
nano coating;

® Special angle and clearance design;

® High-accuracy edge diameter accuracy, high-accuracy ball nose
profile, high-accuracy tool shank (h5);

® Suitable for high-accuracy deep cavity machining of hardened
steel, pre-hardened steel and other materials (hardness < HRC65).
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Tool Series Catalog (by series)

Applicable zp:gg
l\:/la;:;irr;;r:sg Teeth Cgctiting Coating Tool Name and Outline Series Model
ge
UP210
rzl g éqFLIJL;trZs, Stub Length, ﬂ UP210-552
C) e == s
rzl ilﬁltitE:h;(;E?Square ﬁ UP210-5L.2
) S, —— U052
21 e e U0
E]_J ‘squlle;trZs'StUb Length, ﬁ UP210-554
D s e e U0t
D aslersiie e w0
Steel :4} ACrSiN ﬁeFrL;ttﬁs' Long Shank —————SBNeEe  UP210-SH4
;.'lf:\)sr;c 4 ACISIN 4 Flutes, Standard Length, ﬂ UP210-5C4

Square - Acute Angle
4 Flutes, Standard Length, ﬂ
Square - 45° Helix Angle UP210-54A
6 Flutes, Standard Length, ( UP210-S6
Square ﬂ
2 Flutes, Corner Radius tﬂ UP210-R2
2 Flutes, Corner Radius, ¢ ~ ~
with Long Shank Length T | UP210-RH2
4 Flutes, Corner Radius ﬂ UP210-R4

M 4 Flutes, Corner Radius, , - o
MR  \\ith Long Shank Length T | UP210-RH4
4 Flutes, Corner Radius - (
45° Helix Angle 2888 UP210-RIA
1) 2 Flutes, Ballnose ﬁ UP210-B2

2 Flutes Ballnose, with

Long Shank Length iy | UP210-BH2

Ballnose

AICrSiN

Ballnose

EEEEEEEREEEEEEEEERR

sleleielslololalels
HEEEEAAAE

@ Most Suitable () Suitable
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Range
of Sizes

D1~D20

D1~D20

D2~D20

D2~D20

D2~D25

D1~D20

D1~D22

D1~D20

D2~D20

D4~D20

D4~D20

D6~D20

D1~D20

D4~D20

D1~D20

D3~D20

D4~D20

D0.8~D20

D2~D20

Size Table
Page

272

273

275

276

277

278

279

281

283

284

285

286

287

290

292

296

298

300

302

Cutting
Data Page

634

634

634

634

634

635

635

635

635

635

635

635

634

634

635

635

635

637

637
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Tool Series Catalog (by series)

Helix (Tip Chamfer)

q 4 Flutes, Corner Radius, — = N
Acrsii il T SP210-R4 D1~-D16 314 639

4 Flutes, Corner Radius,

J\UEY]  with Double Helix and  m—————— S8  SP210-RH4 D4~D12 316 639
Long Shank

Applicable i?:gcei Range Size Table  Cuttin
Machining Teeth Cutti Coating Tool Name and Outline Series Model fS'g P D Pg
Materials El;tlng or >izes age ata age
ge
r4‘ JWWe] 4 Flutes, Ballnose ——  UP210-B4 D2~D20 304 637
Ballnose
:4} m AICISIN ‘E‘:('jﬁfs"io Chamfer ———— UP210-L60 D4~D20 305 638
EL} m IR ¢ Flutes, 90° Chamfer ———= UP210-L9 D4~D20 306 638
:4] m LR 2 Flutes, 1207 Chamfer e UP210-L120 D4~D20 307 638
H’:‘ !. W] 3 Flutes, Square, with NS SP210-S3 D2.5-D20 308 638
-
Steel i .
Cact F3| u - 3F'.“t§|5' Sqﬁarecw'ta for) NN | SP210-C3 D6~D16 309 638
I o Variable Helix (Tip Chamfer)
ron
:4] !. R | Flutes. Square, Double T SP210-54 D1-D20 310 639
rA,} M AICTN ﬁ::&tfﬁ'psgr‘::;f%e%o“b'e N SP210-C4 D3-D20 311 639
P‘ . 4 Flutes, Square, with
.4 & LUMY]  Long Neck and Double i  SP210-CN4 D3~D20 313 639

rzl IS 2 Flutes, Ballnose ) SP210-B2 D1~D12 317 640
Ballnose

rz] “ ACISIN f:r'w;tgif:m‘;i‘;’t‘g'th ) | SP210-BH2 D4-D12 318 640
Ballnose

© Most suitable () Suitable
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Tool Series Catalog (by series)

Applicable gngg Range Size Table  Cuttin
Machining Teeth Cutti Coating Tool Name and Outline Series Model fS'g P Data P 9
Materials IL;Z{tlng of Sizes age ata Page
ge
u o] 2 Flutes, Square i GIsg  PP300-C2 D2~D12 319 641
2 o (Tip Chamfer) —————
. ™ 3 Flutes, Square, with e— o N
IR ER oo : :
|L34 &H fll  Variable Helix (Tip Chamfer) —— PP300-C3 b3-b20 320 642
‘ . M 4 Flutes, Square, Double (e g N
:4 > & R | \ciix (Tip Chamfer) S — PP300-C4 D3~D20 321 643
‘ . ™ 4 Flutes, Corner Radius, m—— -
E‘ &ﬂ AICISiN with Double Helix PP300-R4 D4~D20 322 643
:4} . 4/5 Flutes, Square, with
M Variable Helix (Round - '-—»m‘ PP300 5
&i SCCN Corner on Tip) (Trochoidal SRR SPEED-3D D6~-D20 324 644
Milling Machining)
El-} . 4/5 Flutes, Square, with
M Variable Helix (Round —_— PP300 N
&a Wl Corner on Tip) (Trochoidal T F NN qpeen 3py b6~D20 325 644
Steel Milling Machining)
Parts
Cast Iron ‘
r4‘ . 4/5 Flutes, Square, with
. Variable Helix (Round PP300
AICISIN -
&i Corner on Tip) (Trochoidal -SPEED-5D D6~D20 326 644

Milling Machining)

UPN210

g g ACISIN ;;Lgﬁ;:‘ggr‘ze‘f:;h SN UPn210-54 D6~D20 327 646
UPR210
E M ACISIN ﬁ;;gﬁ;;‘é‘fgge‘ﬂ;h =00 UPR210-54 D6~D20 328 645

UPR300

|

P

W P 374 Fiutes, square, with E————8 UPR300-53/54 D6~D20 329 647
Roughing Geometry

@ Most Suitable O Suitable
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Tool Series Catalog (by series)

) Shape
Applicable . )
Machining Teeth o Epd Coating Tool Name and Outline Series Model Rar}ge SERERE | Eidi)
Cutting of Sizes Page Data Page
Materials Edge
steel | P aey| 2 Flutes, Standard Length, Micro. o spM200-SN2 | D0.1-D6 567 682
Parts Diameter for Deep Machining
Cast . . .
: 2 Flutes, Corner Radius, Micro ~ —
) s B 2~
C;J‘ﬁg;r EZJ &3 AICISIN Diameter for Deep Machining —— | SPM200-RN2 D0.2~D6 573 692
Hardness {‘ . 4 Flutes, Corner Radius, Micro
" K ’ g L - - ~
Steel 4 &a QORI  eter for Deep Machining (——2 | SPM200-RN4 D1~D6 587 714
[ I 2 Flutes, Ballnose, Micro -
i A ' ’ . o e— - A~
2 AICISIN Diameter for Deep Machining SPM200-BN2 D0.1~D6 593 719

US200

Gl

Y] 2 Flutes, Standard Length, - e US200-52 D0.5-D20 330 649
Square

4 Flutes, Stub Length,

E}] TIAIN [ s, | Us200-5s4 D2~D20 331 650

EL} TIAIN gqFl'JL;tris' Standard Length, R | US200-54 D1-D22 332 650

:4} 0] | Flutes: Square with Long iRy | Us200-5N4 D2-D20 333 650
Stainless )

W 2 Flutes, Corner Radius e g Us200-R2 D3-D16 334 649

o

F3 ' I 3 Flutes, Corner Radius P——m US200-R3 D2~D20 335 649
-
{4] WYY 4 Flutes, Corner Radius S | US200-R4 D2-D20 336 650

fa = P= = I 0= f= =

rzl Y 2 Flutes, Ballnose g  Us20082 D1~D16 337 650
Ballnose —

r4‘ “ AT\ 4 Flutes, Ballnose ey | US200-B4 D1~D20 338 650
Ballnose S

© Most Suitable () Suitable
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Tool Series Catalog (by series)

hglilile g?:gg Range Size Table Cuttin
Machining Teeth Cutti Coating Tool Name and Outline Series Model fS'g P Data P 9
v Elctitlng of Sizes age ata Page
ge
rz] !. TIAIN gti'gtf;;a”ggz‘ir":”gth/ S| US260-52/SS2 | D0.5~D0.8 339 651
F4 I P ¢ riutes, standard Length, , SN | US260-S54A D1-D20 340 651
| ¥ Square (General Machining)
r4‘ &l ;‘qFLL;trZS'(Eitr‘]‘igh"iﬁg?th’ , SN US260-554B D1-D6 341 651
24 I B < Futes Standard Length, [ EEESSSS | Us260-54A D1~D20 342 651
Square (General Machining)
:4] !. TiAIN ‘S‘qFL'JL;trZS('FSi;‘i‘Sbh'i‘rfg)gth’ ( SIS | Us260-54B D1-D6 343 651
:4} g TIAIN ;::iﬁ;t Flutes, Corner SEESS US260-RS4 D1~D20 344 652
r4‘ M IR | 4 Flutes, Corner Radius P —OS = US260-R4 D1.5~D20 345 652
Stainless W/ | 4 Flutes, Stub Length, Square f . N | $5600-554 D2~D20 347 653
gth, Sq §
Steel -
TIAIN ‘L‘eFrL;ttis'ssqtjgfeard ¢ e DN | 55600-54 D1-~D20 348 653

4 Flutes, Long

) ( > ~
TiAIN |y = e ————N  55600-5H4 D2~D20 349 653
- 5 Flutes, Standard - J R .
A [ Eﬁﬁ $5600-55 D6~D25 350 654

) 4 Short Flutes, Corner == 3 .
TiaIN [ [~ — § SS600-RS4 D2-D20 351 653
W 4 Flutes, Corner Radius [ AR, | 55600-R4 D2~D20 352 653
] 4 Flutes, Corner Radius, » B
ALY with Long Shank Length ( . m S5600-RH4 D4~D20 355 653
0I5 Flutes, Corner Radius e RN | 5S600-R5 D6~D25 357 654
STV 4 Flutes, Ballnose t e —  55600-B4 D1~D20 361 653

Balinose

5 Flutes, Standard

ALY Length (Trochoidal  QEEM (SN, | SS600-C-RS D6~D20 362 654

Milling Machining)

Relccdedleedd
P= fall= = Pe = =M= 0= 1=
HEEHEBEHBEEHEHEBAB

©) Most suitable () Suitable
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MILLING |

Solid Carbide Endmills

Tool Series Catalog (by series)

Applicable i?:gg Range Size Table  Cuttin
Machining Teeth Cutti Coating Tool Name and Outline Series Model " 19 9
Materials utting of Sizes Page Data Page
Edge
UA100
2 2 Flutes, Standard Length, RSy | UA100-52 D1-D20 364 655
Square .
2 Flutes, Long Flute Length, 2 a.a.aw . _
rZJ g Square w . UA100-SL2 D2~D20 365 655
rzl !. E Flutes, Long Shank e S | UAT00-5H2 D2~D20 366 655
ength
. 3 Flutes, Standard Length, _
m ! Square UA100-S3 D1~D20 367 656
F3 l _ 3 Flutes, Long Flute st UA100-SL3 D2-D20 368 656
- 3 ength, Square
. 3 Flutes, Long Shank -
' l ! ’ o o e SN - ~
3 Length UA100-SH3 D2~D20 369 656
rzl ﬂ 2 Flutes, Corner Radius (s (O UAT00-R2 D1~D20 370 655
2 Flutes, Corner Radius, ggue——— " o -
’ ! i — N ~
rZJ M with Long Shank Length' 4 < | UA100-RH2 D6~D20 373 655
F3 l &5 3 Flutes, Corner Radius ESSSETSS  UAT00-R3 D1~D20 375 656
Aluminum
Alloy n 3 Flutes, Corner Radius, sy i .
3 M with Long Shank Length  © S5 | UA100-RH3 D6~D20 378 656
rzl g 2 Flutes, Ballnose E——S | UA100-B2 D1-D16 380 657
SA100
P ' 3 Flutes, Standard Length, o o - R 5
3 g Square FL\‘\\:\X SA100-S3 D3~D12 381 657
s 3 Flutes, Standard ~
F3 l g bl Length, Square (OLC BT £ NSNS’ SA100-53X D1~D20 382 657
- Colorful Coating)
SA160
3 Flutes, Standard S N
F3 ‘ !; Length. Square EE NN [5A160-53 D4~D20 383 657
3 Flutes, Long Flute 5 _
P ‘ g Length, Saune EE N (5A160-5L3 D4~D20 384 657
A | 4 Flutes, Standard " S— o~ .
: 4 !; Length. Square = wg@ SA160-54 D4~D20 385 657
‘ 4 Flutes, Stub Length, — NN . _
{4 > g cquare e oy SA160-554 D4~D20 386 657

©) Most suitable () Suitable
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Solid Carbide Endmills

Tool Series Catalog (by series)

frplelale g? :gg Range Size Table Cuttin
Machining Teeth Cutti Coating Tool Name and Outline Series Model fS'g P Data P 9
Materials utting of Sizes age ata Page
Edge
3 Flutes, Corner Radius, g -
L:),' with Long Neck W SA210-WR D12~D25 387 658
P l UEWILE 3 Flutes, Corner Radius, with N
‘3‘ g Long Neck (Coating with Coolant) E&d SA210-WR-IC D12-D25 390 658
' 3 ‘ g 3 Flutes, Corner Radius SN sa210-NR D6-D20 393 658
P l 3 Flutes, Standard Length, - —— _
3 g Square E\*@ SA300-S3 D6~D20 394 659
2 Flutes, Corner Radius, ~ N
rz] with Long Neck [—— 5A300-RN2 D6~D32 395 659
' 3' g S Lo Ny ot [ | SA300-RN3 D6-D32 | 399 659
-
rzl & 2 Flutes, Ballnose, with [—— | 5A300-BN2 D6-D20 403 659
Long Neck e ———
4 Flutes, Square with )
{4] !; Long Neck (Side Milling (IENaESSSSS  SA300-5F-5N4 D6-D20 404 660
Finishing) -
‘ 4 Flutes, Square with
i Long Neck (Side Milling ;&, I P _
E4d g 8 Ciiching) (Coating — \@Q“ SA300-SF-IC-SN4 D12~D20 405 660
with Coolant)
‘ 4 Flutes, Corner Radius, ) .
: 4 “ with Long Neck (Side (L SO SA300-SF-RN4 D10~D20 406 660
Bk Milling Finishing) o )
‘ 4 Flutes, Corner Radius,
ute  with Long Neck (Side ﬂ\ y CEIC. N
4‘ g Bl iing Fimishing) SRS SA300-SF-IC-RN4 D12-D20 | 408 660
(Coating with Coolant)
6 Flutes, Corner Radius,
E 6 ; g with Long Neck (Face Q SA300-WF-RN6 D16~D25 410 660
Milling Finishing) '
- 6 Flutes, Corner Radius, with —
EG] “ KSRl Long Neck (Face Milling H SA300-WF-IC-RN6 D16~D25 a1 660
Comer® Finishing) (Coating with Coolant) S
Alﬁ:’mm “ 1 Flutes, Corner Radius =  DNM100-RS1 D2-D3 412 660
Corner-R
Graphite
c&?&?ztle rz] g 2 Flutes, Corner Radius ===  DNM100-RS2 D4~D10 413 660
' 3 ‘ 3 Flutes, Corner Radius ——‘E DNM100-RS3 D10~D16 414 660
@ Most Suitable O Suitable
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Tool Series Catalog (by series)

Amplizlil g?:ﬁg Range Size Table Cuttin:
Machining Teeth Cutti Coating Tool Name and Outline Series Model fS'g P D Pg
Materials utting of Sizes age ata Page
Edge
rZJ !; w feFr']‘;ttff‘SS;jgfeard BT 5620052 D0.4~D12 415 661
r2] !g U-DIA a;t‘tzsr;;?\l“eacf e |SG200-SN2 D1~D12 416 661
P?] !g U-DIA feFr']‘;ttff‘sst;ﬁgfeard e | 5G200-53 D1-D12 417 661
r4‘ g U-DIA ieFrL;ttqu'ss;SQ:jeard e | SG200-54 D2~D12 418 661
r4‘ ﬂ BN 4 Flutes, Corner Radius W 5G200-R4 D2~D12 419 661
. ‘ 4 Flutes, Corner Radius,
Graphite 4‘ with Long Neck ST 5G200-RN4 D2~D12 420 661
rzl “ I 2 Flutes, Ballnose ) 5G200-B2 D0.5~D12 421 662
Ballnose
' 2 Flutes, Ballnose,
2 U-DIA | i ng Neck ——— 5G200-BN2 D0.5~D12 422 662
Ballnose
P4‘ 4 Flutes, Corner Radius, . 3
{ with Long Neck DY | 5G200-M-RN4 D1~D10 424 662
rzl “ (I 2 Flutes, Ballnose e | SG200-M-B2 D0.4-D6 425 662
Ballnose
rzl “ N-DIA iﬁ'ﬁﬁ?gﬂ?&se’ ——s | 5G200-M-BN2 D0.5~D6 426 662
Ballnose
LV B st e sos
‘ 4 Flutes, Corner Raidus, m N
:4 g m AICTN Unequal Tooth Pitch ST210-R4 D2~D20 428 663
Tlfl?cl,;m ‘ 4 Flutes, Corner Raidus, with
{4 g g LUl Unequal Tooth Pitch and Long (@S  ST210-RN4 D6~D20 430 663
Neck
5 Flutes, Corner Raidus,
M IS with Unequal Tooth Pitch e S S Y ST210-RL5 D16-D25 433 663
and Long Flute
‘ ' . 4 Flutes, Ballnose, with a N
:4 g AICISiN Unequal Tooth Pitch ST210-B4 D2~D20 434 663
@ Most Suitable O Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by series)

Applicable g?:ﬁg Range Size Table  Cuttin
Machining Teeth Cutti Coating Tool Name and Outline Series Model fS'g P Data P. 9
Materials utting of Sizes age ata Page
Edge
. 4 Flutes, Standard i NN . N
E Sl | o, Square [NEW] f——— NN\ ST300-54 D1~D20 435 664
E g Sl o Futes Comer pEl G NN ST300-R4 D2-D20 436 664
P . 4 Flutes, Corner R
N : [ i |
.4! &H SUIH | Radius, with Long BTl fee——t N\ ST300-RH4 D6-~D20 438 664
Shank Length
- . 4 Flutes, Corner _
Titanium .4! &H BSUIH | Radius, with Long BTl S SUN0N  ST300-RN4 D6~D25 441 664
Alloy Neck
. 5 Flutes, Corner ~
&’ G3R71tS [, [NEW] e N\ | ST300-RS D6~D20 445 664
. 5 Flutes, Corner )
& S Radius, with Long T (ee—“"m X ST300-RH5 D6~D25 447 664
Shank Length
. 5 Flutes, Corner Radius, E@ 5
& Bl i ong Neck [NEW] ST300-RN5 D6~D25 451 664
. 5 Flutes, Standard .
&H SUIH  Length (Trochoidal QAT FENNNY  5T300-C-R5 D6~D20 454 665

Milling Machining)

STB200

4 Flutes, Taper,
:4! “ WA Ballnose (Trochoidal QM ESSSs®  STB200-CS R1~R5 456 669
Ballroes Milling Machining)
E 4/6 Flutes,
Taper, Ballnose - — e ~ _
Sl P ol Miling N e———=Ss= |STB200-CT R1~R9.5 458 669
6 Machining)
Stainless r4! 1/6 FluéeTll
steel i o o S = = - ~
e W ool miling W STB200-CN R1-R9.5 460 669
Alloy High- 6 Machining)
temperature
Alloy 4 Flutes,
E “ A Taper Balinose QN [RSSSS | STB200-FS R1~R4 462 670
(Finishing)
r4 ’ 4/6 Flutes, p— :
“ S Taper Ballnose QA B {— | STB200-FT R1-R6 463 670
Eeg (Finishing)
E 4/6 Flutes,
“ W Toper Ballnose QEM (i RSS  STB200-FN R1~R6 464 670
[6] o

@ Most Suitable () Suitable
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Tool Series Catalog (by series)

Applicable SIS . )
Machining Teeth o E.nd Coating Tool Name and Outline Series Model Rarlnge SEEEDE QUi
) Cutting of Sizes Page Data Page
Materials Edge
2 W 2riutes Balinose, s | SM200-TP2 RO.5-R1.5 465 665
Ballnose with Long Neck
m L | 2/3 Flutes, Ball
-3 5 Flutes, Ballnose, @5 SM200-RO2/RO3 = R0.3-R1.5 466 665
m T with Long Neck
-
rZJ 2/3 Flutes, Ball
\d By > rutes, 5alinose, e R— | SM|200-VH2/VH3 R0.3~R1 467 665
P - with Long Neck i
3
-
m 2/3 Flutes, Ball
Al B MR 2/ Flutes, Ballnose, G m—— | S\1200-WI2/WI3 = R0.3~R1.25 468 665
n Balinoes with Long Neck ¢
3
-
Zirconia S —
and (2 L ] 2/3 Flutes, Ball
Titanium m b L“ ES'Na l?°se' . SM200-IM2/IM3 | R0.3-R1.25 469 665
Alloys m Balinose with Long Nec -—_?-
rzl -
——
U - 2/3 Flutes, Balinose, SM200-Z12/Z13 R0.25~R1.5 471 665
Ballnose with Long Neck ——
3 AICIN C———
-
rzl N-DIA _
U 2/3 Flutes, Ballnose, SM200-AR2/AR3  R0.3-R1.5 473 666
with Long Neck e
F3 l AICIN _
-
2 @ A 2rutes Balinose, SM200-KL2 RO.3-R1 475 665
e with Long Neck ———fe—— :
N-DIA P
2 Flutes, Ballnose, .
rzl with Long Neck SM200-XT2 R0.3-R1.5 476 666
AICrN — —=

@ Most Suitable O Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by series)

Applicable ngﬁg Range Size Table = Cuttin
Machining Teeth . Coating Tool Name and Outline Series Model 19 9
. Cutting of Sizes Page Data Page
Materials
Edge
' 4T !.w 4 Flutes, Corner Raidus, m . N
L‘ with Unequal Tooth Pitch SN200-R4 p1-D20 478 666
AN LI - |
4 WY 4 Flutes, Corner Radius, F——Pm . .
temgﬁgayture L‘ with Long Shank Length SN200-RH4 D8~D16 482 666
4TL' 4 Flutes, Ballnose, with »\ 5
Ld Bainosa) Unequal Tooth Pitch SN200-B4 p2-D12 483 ee7
Lig L' 4 Flutes Ballnose, with [ SIS SN200-BH4 D8~D12 484 667
Balnose Long Shank Length
P 4 Flutes, Standard R
l‘! g IR Length, Square  QEI AR SN300-54 D1-D20 485 667
(Round Corner on Tip)
P . 4 Flutes, Long Shank
l4 &: BN Length (Round QAN AN  SN300-SH4 D6~D20 486 667
Corner on Tip) -
. 5 Flutes, Standard
& WY Length, Square Wl G eSS sNso0-ss D6~D20 487 668
(Round Corner on Tip)
] 5 Flutes, Long Shank
High- &! B Length (Round QM i NSY  sN300-sHS D6~D20 488 668
Corner on Tip)
temperature
Al
/ E g TIAISIN é;&%is' Corner M EENESY  sn300R4 D2-D20 489 667
- 4 Flutes, Corner
l‘g g TSN Radius, withLong QB o AN SN300-RH4 D6~D20 491 667
Shank Length
& B P s Flutes, Corner (NEW RN 5N300-RS D6~D20 493 668
Radius
. 5 Flutes, Corner _
& WTEN  Radius, with Long QB BN | SN300-RH5 D6~D20 495 668
Shank Length
. 5 Flutes, Standard .
&’ TN Length (Trochoidal QBT ANNRNRN SN300-C-R5 D6~D20 497 668
Milling Machining)
Composite
Material .
! M 8/12 Flutes, Rhombic Teeth Sl sp200-CN D2-D12 499 671

© Most suitable
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MILLING |

Solid Carbide Endmills

Tool Series Catalog (by series)

Applicable ngﬁs Range Size Table = Cuttin
Machining Teeth Cutti Coating Tool Name and Outline Series Model fs'g P Data P 9
Materials utting of Sizes age ata Page
Edge
2 B P ariues sandard RGNS sHicos2 D0.5-D20 500 672
Length, Square :
= B P rutes, Standard [N | SH160-54 D1-D20 502 672
l Length, Square \ —a——
.~ . - 4 Flutes, Long SSNSSN K ~
A 4 ! ! TiAIN |t - SH160-SH4 D3-D12 504 672
EGJ !. 6 flutes, square [N | SH160-56 D6~D20 505 672
Hardness er g O 2 Flutes, Corner Radius [ liiaaiias SH160-R2 D2-D12 506 672
Steel
E g 4 Flutes, Corner Radius F—.—!N SH160-R4 D1~D12 508 672
. 4 Flutes, Corner
: 4 ! &i UL Radius, with Long - IS SH160-RH4 D4~D12 511 672
Shank Length
er g 2 Flutes, Ballnose = — - SH160-B2 D0.5~D20 512 672
' 2 Flutes Ballnose,
er L with Long Shank SRS SH160-BH2 D4~D12 514 672
Ballnose Length
E “ 4 Flutes, Ballnose PSSR SH160-B4 D2-D16 515 672
Ballnose

© Most suitable () Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by series)

Fipl ety z? Eﬁz Range Size Table  Cuttin
Machining Teeth .~ Coating Tool Name and Outline Series Model 19 9

) Cutting of Sizes Page Data Page
Materials Edge

(e 2 Flutes, Standard Length, e SH260-52-H D1-D12 516 673
Square .

| 2 Flutes, Square with

SH260-SN2-H D1-D6 517 673
Long Neck

TGS ‘S‘qFlI,IL;f’eeS’ Standard Length, SH260-54-H D1-D20 519 674

e 4 Flutes, Standard Length, Y SH260-54A-H D1~D20 520 674

Square, 45° Helix Angle —

IR 4 Flutes, Long Shank e BSRN| SH260-SHA-H D1~D20 521 674

Length

=y

4 Flutes, Long

(BRI Shank Length, (e SN | SH260-SH4A-H D3-D20 522 674

=}

e el Nled led lled | A
CITIS IO

Hardness 45° Helix Angle
Steel B 4 Flutes, Square with
SN . gN ack e OSSN | SH260-SN4-H D1~D12 523 674
E TICISIN ‘squ:;tr?' Long Flute Length, ——~ TR P D1-D16 524 674
P‘ 4 Flutes, with Long
A 4 IS | Flute Length, Square, Y | SH260-SL4A-H D4-D20 525 674

45° Helix Angle

A |
[6-1 TACISIN gqFl'J‘;trees' Standard Length, (NN | SH260-56-H D6~D20 526 674

] 6 Flutes, Long Shank N | SH260-SH6-H D6~D20 527 674
Length

Y
6‘

E ’ L] 5 Fltes Long Fute Length, AN | SH260-SL6:H D6~D20 528 674
Square —

N8I 2 Flutes, Corner Radius SH260-R2-H D1~D8 529 673

=

CJ

@ Most Suitable Q Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by series)

Appligaple g?ggg ) . . Range Size Table  Cutting
A:Aaas[}:;:lar;sg Teeth CEugting Coating Tool Name and Outline Series Model of Sizes Page Data Page
ge
SH260-H
rzl TCTSIN a&t’te;‘ng‘,’\{:j: RadiS, g | SH260-RN2-H D0.8~D6 530 673
{4} LS 4 Flutes, Corner Radius SH260-R4-H D1~D12 532 674
AJ TGS :silﬁ:ﬁkc/fr:gg Radius, it O | sH260-R4A-H D1-D12 535 674
{4} TIACFSIN \‘,‘vii';‘f_f";gc‘;L';rkaed;;% e | SH260-RH4-H D2~D12 537 674

4 Flutes, Corner Radius, )

ILES  with Long Shank Length, - “asaas! | SH260-RH4A-H D4-D12 539 674
| Aﬁq -

45° Helix Angle

4 Flutes, Corner Raidus,

LB with Long Flute, 45° Helix (SN | SH260-RLAA-H D6-D12 541 674

Angle
Hardness 41 TSI cv,it’f_fng?\,r:f; RS, e BRNY  | SH260-RN4-H D1-D12 542 674
Steel

=

rzl IV 2 Flutes, Ballnose e | SH260-B2-H D1~D16 544 675
Ballnose

e
lafalfals Is Is Mfalf= Is =

WM 2 Flutes Ballnose, with - < ~
rzl Balinose TSN Long Shank Length N9 | SH260-BHZH b2-D12 45 675
2 Flutes, Ballnose, with - — .
10 3 ' ¢ T— . _ -
rZJ - TIAICISiN Long Neck E————_— | SH260-BN2-H D1~D12 547 675
2 B P 2 rluces, standard Length, f s | 5H360-52 D1-D12 549 676
Square —
P‘ . 4 Flutes, Standard
4 ! LW Length, Square, Do\ | SH360-S4A D1-D20 550 677
u 45° Helix Angle ‘
‘ !. WM 4 Flutes, Long Shank DX
E‘-‘ TIAISIN Length, 45° Helix Angle ’ SH360-SH4A D1-D20 551 677
s

EG] TIAIS feﬂ;ttis'sséj’a‘feard (———W | SH360-56 D6-D20 552 677

© Most suitable () Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by series)

WM 6 Flutes, Corner Radius, ( o
TIAICISIN with Long Neck = E FH200-RN6-H D6~D20 566 680

Applicable cs}1 gﬁg Range Size Table Cutting Data
Machining Teeth . Coating Tool Name and Outline Series Model 19 9
Materials Cutting of Sizes Page Page
Edge
563 L! Tiasin S Flutes, Long Flute Length, ; SORUNNNSS | SH360-5L6 D6-D20 553 677
Square ) - ’
g g WRY 4 Flutes, Corner Radius fr—e SN | SH360-R4 D1-D12 554 677
P‘ MY 4 Flutes, Corner Radius ( - 4
A TIAISIN 3 : o _ )
4 g with Long Shank Length [ . SH360-RH4 D4-D12 556 677
rZJ LN 2 Flutes, Ballnose [r—————  SH360-B2 D0.6-D20 557 678
W 2 Flutes Ballnose, with Long <
rzl Shank Length =) | SH360-BH2 D4-D20 558 678
r4‘ “ WY 4 Flutes, Ballnose > | 5H360-B4 D3-D16 559 679
Ballnose
‘ WP 4 Flutes Ballnose, with Long - =
:4‘ Shank Length e | SH360-BH4 D3-D16 560 679
rz].] M LT | 4 Flutes, Corner Radius (—— FH200-R4-H D1~D12 561 680
Hardness
Steel ‘ 4Fl ;
TICISIN utes, Corner Radius, ~ — . . .
E‘-‘ g IAILRI with Long Neck (—— | FH200-RN4-H D8~D12 563 680
EG] g WS 6 Flutes, Corner Radius E—— | FH200-R6-H D6~D20 564 680
D 6 Flutes, Corner Radius, [— -
563 g TIAICISIN with Long Shank Length — ﬁj FH200-RH6-H D6~D20 565 680

2 Flutes, Standard Length,

rZJ g UL | Micro Diameter for Deep ———a? | SHM200-SN2 D0.1-D6.0 601 682
Machining
2 Flutes, Corner Radius, .
[2] ﬂ WIS Micro Diameter for Deep f L === | SHM200-RN2 D0.2-D6.0 607 692
Machining
‘ 4 Flutes, Corner Radius, )
:4 g I Micro Diameter for Deep [ — ’ = | SHM200-RN4 D1-D6.0 621 714
‘ Machining
2 Flutes, Ballnose, Micro
2 LN | Diameter for Dee f = | SHM200-BN2 D0.1-D6.0 627 719
p
LD Machining

@ Most Suitable O Suitable
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MILLING |

Solid Carbide Endmills

Tool Series Catalog (by shape)

Range i Cuttin:
Teeth Coating Tool Name and Outline Series Model 19 Table 9
of Sizes P Data Page
age

Square
rz] ISl 2 Flutes, Stub Length, Square e UP210-5S2 D1-D16 272 634
rz] IS | 2 Flutes, Standard Length, Square s UP210-S2 D1~D20 273 634
rz] JIGSN | 2 Flutes, Long Flute Length, Square e SIS UP210-5L2 D2-D20 275 634
rzl LS 2 Flutes, Long Shank Length e | UP210-SH2 D2~D20 276 634
m IS 3 Flutes, Standard Length, Square S UP21053 D2-D25 277 634
-
{4} IS 4 Flutes, Stub Length, Square S UP210-554 D1-D20 278 635
F‘ JIMe] 4 Flutes, Standard Length, Square ; > UP210-S4 D1~D22 279 635
“ 9 q
{4} LS 4 Flutes, Long Flute Length, Square 2SS  UP210-5L4 D1~D20 281 635
{4} ISl 4 Flutes, Long Shank Length s | UP210-SH4 D2~D20 283 635
P [ 4 Flutes, Standard Length, Square - S UP210-5C4 D4-D20 | 284 635
e Acute Angle
P4 [ 4 Flutes, standard Length, Square - e UP210-54A D4-D20 | 285 635
L\ ad 45° Helix Angle

A |
EGJ IW&Y 6 Flutes, Standard Length, Square ﬂ UP210-56 D6~D20 286 635
m JT8e] 3 Flutes, Square, with Variable Helix ﬂ SP210-S3 D2.5~D20 308 638
-
m acesin B Flutes, Square, with Variable Helix ﬂ SP210-C3 D6~D20 309 638
po (Tip Chamfer)
{4} JWRL] 4 Flutes, Square, Double Helix N 5P210-54 D1~D20 310 639
r4‘ XMl 4 Flutes, Square, Double Helix (Tip Chamfer) ﬂ SP210-C4 D3~D25 311 639
P‘ 4 Flutes, Square, with Long Neck and P . _
1 45 QG O e Helix (Tip Chamfer) £ — SP210-CN4 D3-~D20 313 639
r2] J\WeilY| 2 Flutes, Square (Tip Chamfer) — e PP300-C2 D2~D12 319 641
P3 ' AICISIN 3 Flutes, Square, with Variable Helix —_ NN N PP300-C3 D3~D20 320 642
o (Tip Chamfer) I

© Most suitable () Suitable
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MILLING |

Solid Carbide Endmills

Tool Series Catalog (by shape)

Length, Square

Size .
Teeth Coating Tool Name and Outline Series Model Raqge Table Guisding
of Sizes P Data Page
age
Square
A! ACTSIN éf;“ctizrigefre' Double Helix PP300-C4 D3~D20 321 643
A o
I 4/5 Flutes, Square, with Variable

~—— RS Helix (Round Corner on Tip) PP300-SPEED-3D D6~D20 324 644
(Trochoidal Milling Machining)

A o

4/5 Flutes, Square, with Variable B PP300-SPEED-

=== M8 Helix (Round Corner on Tip) e —— ) S 3DN D6~D20 325 644
(Trochoidal Milling Machining)
{4‘ I 4/5 Flutes, Square, with Variable
“pm~ &4 Helix (Round Corner on Tip) =@ ——S0000SN\  PP300-SPEED-5D  D6~D20 326 644
(Trochoidal Milling Machining) i )
Ry [ e sauare win Roushing N UPN21054 D6-D20 327 646

AJ ALCrSIN égl)“r;‘ft'r;q“are' with Roughing A UPR210-54 D6-D20 | 328 645
ﬂ 3/4 Flutes, Square, with Roughin =
1 Gl Coomery o gning R UPR300-53/54 D6~D20 329 647
i

' 2 Flutes, Standard Length, Micro ~_
) ! . o — - 1~
rz] R /. meter for Deep Machining , SPM200-SN2 D0.1~D6 567 682
e 2 Flutes, Standard Length, Micro - e e . ~

rzl L [ eter for Deep Machining { = | SHM200-SN2 D0.1~D6 601 682
rzl WM | 2 Flutes, Standard Length, Square RS US200-52 D0.5~D20 330 649
: 4‘ 4 Flutes, Stub Length, Square i US200-554 D2~D20 331 650
r4‘ 4 Flutes, Standard Length, Square m US200-54 D1~D20 332 650
: 4‘ 4 Flutes, Square with Long Neck Gl | Us200-5N4 D2-D12 333 650
rzl Ny 2 Flutes, Standard Length/Stub fee | US26052/5S2 | D05-D0.8 | 339 651

@ Most Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by shape)

Size .
Teeth Coating Tool Name and Outline Series Model Range of Sizes  Table Guisding
P Data Page
age
Square
4‘ Ny ¢ Flutes, Standard Length, (r——— | US260-554A D1~D20 340 651
‘ Square (General Machining) =
4‘ TN | 4 Flutes, Stub Length, Square (—UN | US260-5S48 D1-D6 341 651
‘ (finishing) =
{‘ 8 4 Flutes, Standard Length, — = . _
4 TIiAIN Square (General Machining) (w US260-S4A D1~D20 342 651
24 [ 4 rlutes stubLength, Square (SESSSS | Us260-54B D1-D6 343 651
(Finishing)

W 4 Flutes, Stub Length, Square [ NN | 55600554 D2-D20 | 347 653

:4‘ WY 4 Fiutes, Standard Length, Square e BN | ss600-54 D1-D20 348 653

A} TIAIN feﬂ;iff’ LONGSNANK | ———NNy  S5600-5H4 D2-D20 | 349 653

=
HEEBBHHBA

WYY s Flutes, Standard Length, Square e NN, 55600-55 D6-D25 | 350 654

2 Flutes, Standard Length, Square ey | UA100-S2 D1~D12 364 655
2 Flutes, Long Flute Length, Square [F——— S ———] UA100-SL2 D2~D12 365 655
2 Flutes, Long Shank Length el | UA100-SH2 D2~-D12 366 655
3 Flutes, Standard Length, Square e N | UA100-S3 D2~D20 367 656
3 Flutes, Long Flute Length, Square - NSNS UA100-SL3 D2~D20 368 656
3 Flutes, Long Shank Length UA100-SH3 D2~D20 369 656
3 Flutes, Standard Length, Square S | SA100-S3 D3~D12 381 657

3 Flutes, Standard Length, ~— m ~
— Square (DLC Colorful Coating) @ SAT00-53X p1=b20 8 o7

3 Flutes, Standard Length, Square = TOSA0s | SAT60-S3 D4~D20 383 657
3 Flutes, Long Flute Length, Square E" - m: SA160-SL3 D4~D20 384 657

4 Flutes, Standard Length, Square W ®J SA160-S4 D4~D20 385 657

4 Flutes, Stub Length, Square Es-ns ;&j SA160-S54 D4~D20 386 657

SISSA A A A A A ISI0(R

@ Most Suitable O Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by shape)

Range i Cuttin:
Teeth Coating Tool Name and Outline Series Model 19 Table 9
of Sizes P Data Page
age
Square

! 3 ! 3 Flutes, Standard Length, Square g‘\\\s J SA300-S3 D6~D20 394 659

P 4 Flutes, Square with Long Neck = . . -
L‘g (side Milling Finishing) [ — S R EVESEEN D6~D20 404 660

Ut | 4 Flutes, Square with Long Neck (Side o —— P ~
E M \illing Finishing) (Coating with Coolant) (e SSSRSNGS| | SA300SFIC-SN4  D12-D20 405 660

KZJ 2 Flutes, Standard Length, Square —_— == 5G200-52 D0.4~D12 415 661
rz] 2 Flutes, Square with Long Neck e SG200-SN2 D1~D12 416 661
ﬂ M 3 Flutes, Standard Length, Square —_——— ™ 5G200-S3 D1~D12 417 661
E‘} 4 Flutes, Standard Length, Square —mm LY 5G200-54 D2~D12 418 661
E 4 Flutes, Square, with Unequal Tooth Pitch m ST210-54 D1~D20 427 663

=

4 Flutes, Standard Length, Square [0 =§g_\}g§ ST300-54 D1~D20 435 664

E‘} GSR711

=

—_— 4 Flutes, Standard Length, Square N
:4! TAISIN [N - Tip) [ NEW JIEE S S ET D1~D20 485 667

E TIAISIN f&'ﬁﬁ%gﬁ:gfg‘srT"i‘pgength ED (e RNENe | SN300-SH4 D6~D20 486 667

- 5 Flutes, Standard Length, Square m i -
LB (:ound Corner on Tip) (NEW] \ SN300-55 D6-D20 487 668

I 5 Flutes, Long Shank Length R ~
TIAISIN (Round Corner on Tip) [NEW] b NN | SN300-SH5 D6~D20 488 668

rzl W 2 Flutes, Standard Length, Square L e SH160-52 D0.5~D20 500 672

-

l‘g WA 4 Flutes, Standard Length, Square — G D1~D20 502 672
:4! TIAIN ‘L‘eFr']‘;ttis' Long Shank ; PUWWW | SH160-5H4 D3-D12 504 | 672

@ Most Suitable O Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by shape)

Range Sk Cuttin:
Teeth Coating Tool Name and Outline Series Model 19 Table 9
of Sizes P Data Page
age
Square

E6; W] 6 Flutes, Standard Length, Square (NN | SH160-56 D6~D20 505 672

er TIAICrSi 2 Flutes, Standard Length, Square SH260-S2-H D1~D12 516 673

EZJ TAICHSil 2 Flutes, Square with Long Neck - SH260-SN2-H D1~D6 517 673

=

4 Flutes, Standard Length, Square SH260-S4-H D1~D20 519 674

. .z .z .

EI-} TIAICHSil

| ~—
:4‘ Loa 4 Hlutes Standard Length, Square, SH260-54A-H D1-D20 520 674
w

o 45° Helix Angle

A! I 4 Flutes, Long Shank Length SH260-SH4-H D1~D20 521 674
{A] TICSIN j;'“;gﬁx 'f:ggleSha”k Length, RS | S}260-SHAA-H D3~D20 522 674
E LI | 4 Flutes, Square with Long Neck —mm | SH260-SN4-H D1~D12 523 674

A} W 4 Flutes, Long Flute Length, Square (— SH260-5L4-H D1~-D16 524 674
E TGS gqﬁ'};ﬁ? ;g'ﬁtﬁ;irfgf Length, SH260-SLAA-H D4-D20 | 525 | 674
[6] U | 6 Flutes, Standard Length, Square (——NNAN | 5}1260-56-H D6~D20 526 674
EG] Ml 6 Flutes, Long Shank Length (——N | SH260-SH6-H D6~D20 527 674
EG] LT 6 Flutes, Long Flute Length, Square NN | SH260-5L6-H D6~D20 528 674
rZJ AEY] 2 Flutes, Standard Length, Square “ '_;\—’ SH360-52 D1-D12 549 676
:4} TIAISIN 2;2"&;;(5;2;?5“ Length, Square, 0N | SH360-54A D1-D20 550 677
U TIAISIN j;'ﬁ:ﬁx L::gglsha”k Length P AN | SH360-SHAA D1-D20 551 677
EG] TG | 6 Flutes, Standard Length, Square [N SH360-56 D6-D20 552 677
EG] WIS | 6 Flutes, Long Flute Length, Square f SNNNheeew | SH360-5L6 D6-D20 553 677

@ Most Suitable Q Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by shape)

Size ;
Teeth Coating Tool Name and Outline Series Model Raqge Table Guisding
of Sizes Page Data Page

Filleted Corner

rzl IYOST] | 2 Flutes, Corner Radius —ise UP210-R2 D1-D20 287 634

' 2 Flutes, Corner Radius, with Long ﬂ . _
rZJ AICISIN (- Length UP210-RH2 D4~D20 290 634

{4} FION] 4 Flutes, Corner Radius e UP210-R4 D1-D20 | 292 635

r4‘ ACISIN gh?ffié ﬁg;gerRad'us'W'th tong % | UP210-RH4 D3-D20 296 635

{4] LS 4 Flutes, Corner Radius, 45° Helix Angle S8  UP210-R4A D4~D20 298 635

r4‘ IS 4 Flutes, Corner Radius, with Double Helix ~ fpm——  SP210-R4 D1-D16 314 639

{4] acrsi [ dcfgzgrsi‘i‘i';‘s' with Double e Baa  SP210-RH4 D4-D12 | 316 639

P.4‘ M8l 4 Flutes, Corner Radius, with Double Helix — @SS PP300-R4 D4~D20 322 643
. 2 Flutes, Corner Radius, Micro Diameter I -

rzl LR £ Deop Machining g — SPM200-RN2 D0.2~D6 573 692

:4} ACrSIN ?;'gf;ﬁ’;gﬁ{n?:;'us' Micro Diameter S S —e | SPM200-RN4 D1~D6 587 714

=

Qs 2 Flutes, Corner Radius, Micro ( - . _
rz] TIAISi Diameter for Deep Machining ~=  SHM200-RN2 D0.2~D6.0 607 692

P4‘ TIAISIN 4 Flutes, Corner Radius, Micro (

s Diameter for Deep Machining = ' = | SHM200-RN4 D1-D6.0 621 74

rzl WYY 2 Flutes, Corner Radius e N | US200-R2 D3-D16 334 649
Fg] 3 Flutes, Corner Radius GRS Us200-R3 D2~D20 335 649
-

{4] QI 4 Flutes, Corner Radius ey | Us200Rr4 D2~D20 336 650
{4] U 4 Short Flutes, Corner Radius [ S BSS | Us260-Rs4 D1~D20 344 652
{4} I 4 Flutes, Corner Radius fr— S | US260-R4 D1.5~D20 345 652
{4] UL 4 Short Flutes, Corner Radius w SS600-RS4 D2~D20 351 653

@ Most Suitable Q Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by shape)

Size )
Teeth Coating Tool Name and Outline Series Model Raqge Table U
of Sizes Page Data Page

Filleted Corner

{4} I\l 4 Flutes, Corner Radius E-'E-_N SS600-R4 D2~D20 352 653

] 4 Flutes, Corner Radius, with Long = — B
i [ Y  55600-RH4 D4~D20 355 653

LLWE | 5 Flutes, Corner Radius P":EN SS600-R5 D6~D25 357 654

: 5 Flutes, Corner Radius -
TiAIN ' -C- ~
I (Trochoidal Milling Machining) @ M S5600-C-RS D6-D20 362 654

e
HHHB

2 Flutes, Corner Radius E—— N | uAT00-R2 D6~D20 370 655

2 Flutes, Corner Radius, with
Long Shank Length

j
i

UA100-RH2 D1~D20 373 655

3 Flutes, Corner Radius m UA100-R3 D1~D20 375 656

3 Flutes, Corner Radius, with g SA210-WR D12~D25 387 658
Long Neck >

WENME | 3 Flutes, Corner Radius, with - -
Long Neck (Coating with Coolant) @d SA210-WR-IC D12~D25 390 658

3 Flutes, Corner Radius ESSNENT | 5A210-NR D6~D20 393 658

2 Flutes, Corner Radius, with Long Neck H SA300-RN2 D6~D32 395 659

3 Flutes, Corner Radius, with Long Neck EEESSEER 5A300RN3 D6~D32 399 659

©
©
&1
&l
&1
&l
©
&l
©

4 Flutes, Corner Radius, with Long =T 3
: 3 _' 3 or. "
Neck (Side Milling Finishing) — m SAS00-SF-RN4 p10-D20 406 660

" 4 Flutes, Corner Radius, with Long .
:4} Neck (Side Milling Finishing) (Coating m SA300-SF-IC-RN4 D12~D20 408 660

with Coolant)

6 6 Flutesf ('Zornerr'Ra'dlus, with Long Neck E SA300-WE-RN6 D16~D25 2410 660
(Face Milling Finishing)

UEum® 6 Flutes, Corner Radius, with Long Neck @ _
E6] (Face Milling Finishing) (Coating with Coolant) NG | SAS00-WRICRNG  D16-D25 4n 660

1 Flutes, Corner Radius mm==  DNM100-RS1 D2~D3 412 660

@ Most Suitable O Suitable

258 _ GESAC



S 2
5 i
. 2
= 2
. ]
M
8
2 © 0|0
&
ORNCRRC)
©)
© 0 0 o ©) ©)
© 0 o6 0o 0o 060 606 0 6O 0 0
ORNORRC)
© 0|0
© 0|0




MILLING | Solid Carbide Endmills

Tool Series Catalog (by

shape)

Tooth Pitch and Long Flute

Range i Cutting

Teeth Coating Tool Name and Outline Series Model . Table

of Sizes P Data Page
age

Filleted Corner

rzl 2 Flutes, Corner Radius (. | DNM100-RS2 D4~D10 413 660

’ 3 ' 3 Flutes, Corner Radius P mm. | DNM100-RS3 D10~D16 414 660

-

: 4‘ M 4 Flutes, Corner Radius = 5G200-R4 D2~D12 419 661
4} UEVIY 4 Flutes, Corner Radius, with Long Neck SG200-RN4 D2~D12 420 661
AJ M 4 Flutes, Corner Radius, with Long Neck DY | 5G200-M-RN4 D1~D10 424 662

{4} iolzltjrt]esi,tgﬁmer Raidus, with Unequal a SN200-R4 D1~D20 478 666

r4 ! WIS | 4 Flutes, Corner Radius EM FENESE sn3oo-R4 D2~D20 489 667

E TIAISIN ﬁOFrLl;tgila%T(Teer:;tidIUS’ with M (N, | SN300-RH4 D6-D20 | 491 667

WY | 5 Flutes, Corner Radius AN RN | 5N300-R5 D6~D20 493 668

TIAISIN foFr"‘;tgi'aiiT:;;id'us' with  pm NN | SN300-RHS D6-D20 | 495 668

" 5 Flutes, Standard Length m -

L) (Trochoidal Milling Machining) @ SN300-C-R5 D6~-D20 497 668

E qlutes, ﬁg;ﬂer Radius, with Long [ | SN200-RH4 D8-D16 | 482 666

E T 7 Flutes, Corner Raidus, with Unequal s ST210-R4 D2-D20 | 428 663
‘ 4 Flutes, Corner Raidus, with Unequal _

: 4 LG 10th Pitch and Long Neck m ST210-RN4 D6~D20 430 663

Il 5 Flutes, Corner Raidus, with Unequal m ST210-RLS D16~D25 433 663

©) Most suitable () Suitable
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MILLING |

Solid Carbide Endmills

Tool Series Catalog (by shape)

Range Sk Cuttin:
Teeth Coating Tool Name and Outline Series Model 19 Table 9
of Sizes P Data Page
age
Filleted Corner
{4} (HMIE | 4 Flutes, Corner Radius @ 5&& . | ST300-R4 D2~D20 436 664
4 Flutes, Corner Radius, with E\‘\\ ] .
E Bl | Chank Length [NEW| S\ ST300-RH4 D6~D20 438 664
P 4 Flutes, Corner Radius, with =~ -
A 4 ! cstits O Tl E—————e SN0 | ST300-RN4 D6~D25 441 664
R Flutes, Comner Radius QM e NS | ST300-R5 D6-D20 445 664
5 Flutes, Corner Radius, with C Ty N
B | ong shank Length NEW I FOS\S  ST300-RHS5 D6-D25 | 447 | 664
S | 5 Flutes, Corner Radius, with Long Neck QAN (St NS | ST300-RNS D6~D25 451 664
5 Flutes, Corner Radius (Trochoidal ey -
Sl )G Machining) (NEW] NN | ST300-C-RS D6~D20 454 665
rz] 2 Flutes, Corner Radius fr——————  SH160-R2 D2~D12 506 672
: 4‘ WALl | 4 Flutes, Corner Radius pﬁ_—!m SH160-R4 D1~D12 508 672
‘ ; 4 Flutes, Corner Radius, - - S N
4‘ TIAIN SN Long Shank Length # S 5H160-RH4 D4~D12 511 672
rz] WS | 2 Flutes, Corner Radius . ~ SH260-R2-H D1~D8 529 673
rZJ TIAICISIN 2 Flutes, Corner Radius, with Long Neck [ —_—— SH260-RN2-H D0.8~D6 530 673
{4} WIS | 4 Flutes, Corner Radius [——_ < PP D1~D12 532 674
: 4‘ ] | 4 Flutes, Corner Radius, 45° Helix Angle e s NS | SH260-R4A-H D1-D12 535 674

@ Most Suitable O Suitable
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Solid Carbide Endmills

Tool Series Catalog (by shape)

Teeth Coating Tool Name and Outline Series Model ORfasr;?:S fai;?e Dgf;t;r;ge
age
Filleted Corner
:4] TGS g:::fi'e ﬁg;ﬂer Radius, with Long e | SH260-RH4H D2-D12 537 674
r4} WG £F1|Eltl£e45§°cﬁg|1iirAT;eus' with Long e RN SH260-RLAAH De-D12 | 541 674
:4] g s ﬁgmezgagt’lfx ‘2’:;20”9 [T SRR SH260-RH4AH D4-D12 | 539 674
:4] ILEY | 4 Flutes, Corner Radius, with Long Neck SH260-RN4-H D1~D12 542 674
:4] 4 Flutes, Corner Radius SH360-R4 D1~D12 554 677
{4] ghFa":]tfi'e ﬁ‘g’;ﬂer Radius, withLong SH360-RH4 D4~D12 556 677
{4} WIS | 4 Flutes, Corner Radius FH200-R4-H D1~D12 561 680
{4} LN | 4 Flutes, Corner Radius, with Long Neck [ e FH200-RN4-H D8~D12 563 680
EG] LS | 6 Flutes, Corner Radius —— | FH200-R6-H D6~D20 564 680
E g o rlues. ﬁg;ger Radius, with Long — e FH200-RH6-H D6-D20 | 565 680
EE;] ILESI | 6 Flutes, Corner Radius, with Long Neck Egﬂ FH200-RN6-H D6~D20 566 680
Ballnose
rz] 2 Flutes, Ballnose e UP210B2 D0.8~D20 300 637
r2] 2 Flutes Ballnose, with Long Shank Length  f——ei S UP210-BH2 D2~D20 302 637
E ORI | 4 Flutes, Ballnose r—— | UP210-B4 D2~D20 304 637
rz] LW 2 Flutes, Ballnose )  SP210B2 D1-D12 317 640
r2] LSl | 2 Flutes Ballnose, with Long Shank Length ﬁ SP210-BH2 D4~D12 318 640
rzl ACISIN ?0':"5?:'; B,\A""!?ﬁii‘%g'\"icr" Diameter —— | SPM200-BN2 D01~D6 | 593 719
rzl 4 Flutes, Ballnose, Micro Diameter . SHM200-BN2 D0.1~D6 627 719

for Deep Machining {

@ Most Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by shape)

Range Size Cuttin
Teeth Coating Tool Name and Outline Series Model 19 Table 9
of Sizes Data Page
Page
Ballnose

US200-B2 D1~D20 337 650

rZJ LN 2 Flutes, Ballnose

:4‘ U 4 Flutes, Ballnose [T~ ~ US200-B4 D1~D20 338 650

HEH
|

{4} UZWY 4 Flutes, Ballnose s e » S SS600-B4 D1~D20 361 653

rzl 2 Flutes, Ballnose —e | UA100-B2 D1~D12 380 657

SA300-BN2 D6~D20 403 659

rz] 2 Flutes, Ballnose, with Long Neck

2 Flutes, Ballnose, with Long Neck SG200-BN2 D0.5~D12 422 662

=
=}
>

2 Flutes, Ballnose )  5G200-B2 D0.5-D12 | 421 662

=
=
>

2 Flutes, Ballnose SG200-M-B2 D0.4~D6 425 662

=
=}
>

2 Flutes, Ballnose, with Long Neck [EE— e SG200-M-BN2 D0.5~D6 426 662

=
o
Q

=

2 Flutes, Ballnose, with Long Neck == SM200-TP2 RO.5~R1.5 465 665

2/3 Flutes, Ballnose, with Long Neck G sssea=e SM200-RO2/R0O3 R0.3~R1.5 466 665
2/3 Flutes, Ballnose, with Long Neck * SM200-VH2/VH3 RO.3~R1 467 665
I\  2/3 Flutes, Ballnose, with Long Neck G —— | 5\|200-WI2/WI3 R0.3~R1.25 468 665

2/3 Flutes, Ballnose, with Long Neck SM200-IM2/IM3 R0.3~R1.25 469 665

2/3 Flutes, Ballnose, with Long Neck i . SM200-Z12/Z13 RO.25~R1.5 471 665

AL DA GIA DA OISO
H H

4H H
(=]
H

-

\(

@ Most Suitable O Suitable
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MILLING |

Solid Carbide Endmills

Tool Series Catalog (by shape)

Size ]
Teeth Coating Tool Name and Outline Series Model Raqge Table Cutting
of Sizes Data Page
Page
Ballnose
o]~ ——
— 2/3 Flutes, Ballnose, with Long Neck SM200-AR2/AR3 R0.3~R1.5 473 666
g S —— —
P | AICTN e —
‘34
rZJ m 2 Flutes, Ballnose, with Long Neck $ SM200-KL2 R0O.3~R1 475 665
AICrN ey
—— =S
2 2 Flutes, Ballnose, with Long Neck SM200-XT2 RO.3~R1.5 476 666
m e i e———
‘ ) 4 Flutes, Ballnose, with Unequal _
{4‘ TiAIN Tooth Pitch ﬂ SN200-B4 D2~D12 483 667
‘ . 4 Flutes, Ballnose, with Unequal -
: 4 TiAIN Tooth Pitch and Long Flute P_—‘-m SN200-BH4 D8~D12 484 667
‘ ' 4 Flutes, Ballnose, with Unequal 9 -
E].‘ AICISIN Tooth Pitch ST210-B4 D2~D20 434 663
r4! TIAIN 4Mﬁ||?rfgsli/|1ac%?rr{iggl)lnose (Trochoida! yyzm @5 @EEsss  STB200-CS R1~R5 456 669
{4} 4/6 Flutes, Taper, Ballnose
E Bl (7rochoidal Milling Machining) (NEW ——ss  (STB200-CT R1~R9.5 458 669
E 4/6 Flutes, Taper, Ballnose
EGJ (Trochoidal Milling Machining) QB E————mmueeee | STB200-CN RI-R9.5 | 460 ) 689
m ULWE 4 Flutes, Taper, Ballnose (Finishing) @ G REsS STB200-FS R1~R4 462 670
{4} 4/6 Fl T: Ball
E GSRT15 (Fimsﬁit:; aper, Bafinose (NEw] & e STB200-FT R1~R6 463 670
o
{4} 4/6 Flutes, T: Ball
E TIAIN (Finisl:li:; aper, Balinose (New! eSS  STB200-FN R1~R6 464 670
o

@ Most Suitable
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MILLING | Solid Carbide Endmills

Tool Series Catalog (by shape)

. X ) Range Sk Cutting
Teeth Coating Tool Name and Outline Series Model of Sizes Table Data Page
Page

Other
rz] WYl 2 Flutes, Ballnose R ) SH160-B2 D0.5~D20 512 672
er fOFAL;tg;aB::TZiZt‘Q’"h =& SH160-BH2 D4-D12 | 514 | 672
E‘,} 4 Flutes, Ballnose { ér& SH160-B4 D2~D16 515 672
rz] 2 Flutes, Ballnose e N SH260-B2-H D1~D16 544 675
er ghF:r‘]tleeBna{;'t'LOS"" with Long RS | 5H260-BH2-H D2-D12 545 675
rz] 2 Flutes, Ballnose, with Long Neck NS | SH260-BN2-H D1~D12 547 675
er I 2 Flutes, Ballnose E————S | 5H360-B2 D0.6~D20 557 678
rZJ WANL | 2 Flutes Ballnose, with Long Shank Length ESS————-) | 5H360-BH2 D4~D20 558 678
E TSN 4 Flutes, Ballnose > |sH360B4 D3-D16 559 679
E].} WL | 4 Flutes Ballnose, with Long Shank Length ('_[m SH360-BH4 D3~D16 560 679
E‘,} ORI | 4 Flutes, 60° Chamfer Endmills ——————  UP210-L60 D4~D20 305 638
E OS] | 4 Flutes, 90° Chamfer Endmills = UP210-L90 D4~D20 306 638
E LSl 4 Flutes, 120° Chamfer Endmills tﬁ UP210-L120 D4~D20 307 638
L

— 8/12 Flutes, Rhombic Teeth Gless | SD200CN D2~D12 499 671
02

©) Most suitable () Suitable
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UP210-5S2

2 Flutes, Stub Length, Square

o ~H7 — ‘g%o Fig2
o o g Hesi E&Em
Lc "o m

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
UP210-552-01002 1 2 50 4 1 ®
UP210-SS2-01502 1.5 2 50 4 1 ®
UP210-552-02003 2 3 50 4 1 ®
UP210-SS2-02504 RS 4 50 4 1 (]
UP210-S52-03005 3 5 50 4 1 (]
UP210-SS2-04006 4 6 50 4 2 (]
UP210-SS2-05008 5 8 50 6 1 (]
UP210-SS2-06009 6 9 50 6 2 (]
UP210-SS2-07010 7 10 60 8 1 (]
UP210-SS2-08012 8 12 60 8 2 (]
UP210-SS2-10015 10 15 75 10 2 (]
UP210-SS2-12018 12 18 75 12 2 ®
UP210- SS2-14021 14 21 100 14 2 ®
UP210-SS2-16024 16 24 100 16 2 O
UP210- SS2-18027 18 27 100 18 2 ©)
UP210- SS2-20030 20 30 100 20 2 ©)
@Stock OAvailable Upon Order D Tolerance

0
-0.02

0
-0.03

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
@ O o O

© Most Suitable () Suitable

Recommended Cutting Data 3 P634
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UP210-52

2 Flutes, Standard Length, Square

o

e

Solid Carbide Endmills |

MILLING

‘ Lc :
L
N S S— ] A).coob2 T LTI [
1 ~ i i@ ACISIN E
L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
UP210-52-01003 1 3 50 4 1 [ ]
UP210-S2-01504 1.5 4 50 4 1 [
UP210-52-02006 2 6 50 4 1 [ ]
UP210-S2-02506 2.5 6 50 4 1 ([ ]
UP210-52-02508 2.5 8 50 4 1 [ ]
UP210-S2-03009 9 50 4 1 [ ]
UP210-52-63009 3 9 50 6 1 [ ]
UP210-S2-03509 3.5 9 50 4 1 [ ]
UP210-52-63509 3.5 9 50 6 1 [ ]
UP210-S2-04011 11 50 4 2 [
UP210-S2-64011 11 50 6 1 [ ]
UP210-S2-04511 4.5 11 50 6 1 [
UP210-52-04513 4.5 13 50 6 1 [ ]
UP210-S2-05013 5 13 50 6 1 ([ ]
UP210-S2-05516 5.5 16 50 6 1 [ ]
UP210-S2-06016 6 16 50 6 2 [ ]
UP210-S2-06516 6.5 16 60 8 1 [ ]
UP210-S2-07020 7 20 60 8 1 ([ ]
@Stock OAvailable Upon Order D Tolerance
D<12 S
D>12 20
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/
Alloy Steel ,(Aic‘)‘)g:tsce)l Stainless Steel Castlron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
©) ©) o ©)

© Most Suitable () Suitable

Recommended Cutting Data 3 P634

GESAC _273



MILLING | Solid Carbide Endmills

UP210-52

2 Flutes, Standard Length, Square

. .
Ulﬂi - 1%:@& Figl w

L

S R Egﬂm

‘ Lc

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc L d Drawing No. In Stock
UP210-52-07520 7.5 20 60 1 ([ ]
UP210-52-08020 8 20 60 2 L
UP210-52-08523 8.5 23 75 10 1 ®
UP210-52-09023 9 23 75 10 1 ([ ]
UP210-52-09525 9.5 25 75 10 1 ([ ]
UP210-52-10025 10 25 75 10 2 ([ ]
UP210-S2-10526 10.5 26 75 12 1 (@)
UP210-S2-11028 11 28 75 12 1 ([ ]
UP210-52-12030 12 30 75 12 2 ([ ]
UP210-S2-13032 13 32 100 14 1 ([ ]
UP210-S2-14034 14 34 100 14 2 ([ ]
UP210-S2-15036 15 36 100 16 1 (]
UP210-S2-16036 16 36 100 16 2 (]
UP210-S2-17040 17 40 100 20 1 (]
UP210-52-18040 18 40 100 18 2 (]
UP210-52-19040 19 40 100 20 1 ([ ]
UP210-52-20045 20 45 100 20 2 [ ]
@Stock OAvailable Upon Order D Tolerance
p<12 o
D>12 _3'03
Unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4)éHRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
O @) O ©

© Most Suitable () Suitable

Recommended Cutting Data % P634
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UP210-SL2

2 Flutes, Long Flute Length, Square

e

g E——— |

Figl

Fig2

Solid Carbide Endmills

[ MILLING

<= L L
h6 Helix

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
UP210-SL2-02015 2 15 75 4 1 [ ]
UP210-SL2-03025 3 25 75 4 1 [ ]
UP210-SL2-04030 4 30 75 4 2 [ ]
UP210-SL2-05030 5 30 75 6 1 ([ ]
UP210-SL2-06035 6 35 75 6 2 ([ ]
UP210-SL2-08040 8 40 100 8 2 ([ ]
UP210-SL2-10045 10 45 100 10 2 [
UP210-SL2-12050 12 50 100 12 2 [
UP210-SL2-14055 14 55 100 14 2 [
UP210-SL2-16050 16 50 150 16 2 ([ ]
UP210-SL2-16060 16 60 150 16 2 [ ]
UP210-SL2-18065 18 65 150 18 2 ([ ]
UP210-SL2-20070 20 70 150 20 2 ([ ]

@Stock OAvailable Upon Order D e ——
bs12 -8.02
D>12 03
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4)2I3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© © @) ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P634
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UP210-SH2

2 Flutes, Long Shank Length

S ———— = e ghenll

] ‘ Lc
L
E—— =rESEmm
: - (=
L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
UP210-SH2-02006 2 75 4 1 °
UP210-SH2-03009 3 9 75 4 1 )
UP210-SH2-63012 3 12 75 6 1 ([ ]
UP210-SH2-04011 4 11 75 4 2 [ ]
UP210-SH2-64011 4 11 75 6 1 (@)
UP210-SH2-05020 5 20 75 6 1 )
UP210-SH2-06016 6 16 100 6 2 )
UP210-SH2-06020 6 20 100 6 2 )
UP210-SH2-08020 8 20 100 8 2 O
UP210-SH2-08025 8 25 100 8 2 )
UP210-SH2-10030 10 30 100 10 2 )
UP210-SH2-12035 12 35 100 12 2 )
UP210- SH2-14036 14 36 150 14 2 @)
UP210-SH2-15035 15 35 150 16 1 @)
UP210-SH2-16036 16 36 150 16 2 ®
UP210- SH2-18045 18 45 150 18 2 @]
UP210-SH2-20045 20 45 150 20 2 ®
@Stock OAvailable Upon Order D Tolerance
D<12 -g.oz
D>12 03
Unit (mm)

Workpiece Material

P m 3 N

1234 5 123 123 123 4 5
Carbon Steel/ Alloy Steel
Alloy Steel (<4¥3HRC) Stainless Steel Castlron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© O o O

©) Most Suitable (O Suitable

Recommended Cutting Data 3 P634
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UP210-S3

3 Flutes, Standard Length, Square

. .
| E—-~~ = — s

L

- . Fig2 °
b d a2 L (L
Lc hé “ Helix

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
UP210-S3-02006 2 50 4 1 °
UP210-S3-03009 3 50 4 1 °
UP210-S3-04011 4 11 50 4 2 [ ]
UP210-S3-05013 5 13 50 6 1 )
UP210-S3-06016 6 16 50 6 2 °
UP210-S3-06516 6.5 16 60 8 1 )
UP210-S3-08020 8 20 60 8 2 °
UP210-S3-09524 9.5 24 75 10 1 @)
UP210-S3-10025 10 25 75 10 2 °
UP210-S3-12030 12 30 75 12 2 )
UP210- S3-14032 14 32 100 14 2 °
UP210-S3-16036 16 36 100 16 2 )
UP210-S3-18040 18 40 100 18 2 °
UP210-S3-20045 20 45 100 20 2 )
UP210-S3-25050 25 50 100 25 2 ®
@Stock OAvailable Upon Order D o
0
D<12 0.02
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Alloy Steel . . .
Alloy Steel Stainless Steel Castlron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
©) ©) O ©)

© Most Suitable () Suitable

Recommended Cutting Data 3% P634

GESAC __ 277



MILLING | Solid Carbide Endmills

UP210-5S54

4 Flutes, Stub Length, Square

i -
UJ*<H7 7\ § chﬂ Figl —

L

g =9I L

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock

UP210-5S54-01002 1 2 50 4 1 (]
UP210-SS4-01502 15 2 50 4 1 L]
UP210-554-02003 2 3 50 4 1 L]
UP210-SS4-02504 2 4 50 4 1 ([ ]
UP210-SS4-03005 3 5 50 4 1 ([ ]
UP210-SS4-04006 4 6 50 4 2 ([ ]
UP210-S54-05008 5 8 50 6 1 ([ ]
UP210-SS4-06009 6 9 50 6 2 ([ ]
UP210-SS4-07010 7 10 60 8 1 ([ ]
UP210-SS4-08012 8 12 60 8 2 [ ]
UP210-SS4-10015 10 15 75 10 2 ([ ]
UP210-SS4-12018 12 18 75 12 2 (]
UP210- SS4-14021 14 21 100 14 2 (]
UP210-SS4-16024 16 24 100 16 2 (]
UP210- SS4-18027 18 27 100 18 2 (]
UP210- SS4-20030 20 30 100 20 2 (]

@Stock OAvailable Upon Order D Tolerance

0
-0.02

0
-0.03

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
@) O O O

©) Most Suitable (O Suitable

Recommended Cutting Data 3 P635
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UP210-54

4 Flutes, Standard Length, Square

.
107&
°

e

L

uﬂli =

L

=3

Figl

Fig2

Solid Carbide Endmills

[ MILLING

=9I UL

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
UP210-54-01003 1 3 50 4 1 [}
UP210-54-61003 1 B8 50 6 1 (]
UP210-54-01505 1.5 5 50 4 1 [ ]
UP210-54-61505 1.5 5 50 6 1 (]
UP210-54-02006 6 50 4 1 ®
UP210-54-62006 6 50 6 1 (]
UP210-54-02508 2.5 8 50 4 1 [ J
UP210-54-62508 2.5 8 50 6 1 (]
UP210-54-03009 9 50 4 1 ®
UP210-54-63006 6 50 6 1 (]
UP210-54-63009 9 50 6 1 ®
UP210-S4-03511 BIS 11 50 4 1 (]
UP210-S4-63509 35 9 50 6 1 ®
UP210-54-04011 11 50 4 2 ([ ]
UP210-S4-64011 11 50 6 1 [}
UP210-54-04511 4.5 11 50 6 1 ([ ]
UP210-54-05013 5 13 50 6 1 [}
UP210-54-05516 55 16 50 6 1 [ J
UP210-54-06016 6 16 50 6 2 [}
UP210-54-06516 6.5 16 60 8 1 (]

@Stock OAvailable Upon Order

Tolerance

0
-0.02

0
-0.03

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4)é/3HRC) Stainless Steel CastIron Aluminum Alloy | Copper Alloy Graphite
(<35HRC) =
©) © O ©)

© Most Suitable

() Suitable

Recommended Cutting Data % P635
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UP210-54

4 Flutes, Standard Length, Square
.

ol s b~ E —a

L

== =9 L

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc L d Drawing No. In Stock
UP210-S4-07020 7 20 60 1 [ ]
UP210-S4-07520 7.5 20 60 1 ([ ]
UP210-S4-08020 8 20 60 2 [ ]
UP210-54-08523 8.5 23 75 10 1 [ ]
UP210-54-09023 9 23 75 10 1 [ ]
UP210-54-09525 9.5 25 75 10 1 ([ ]
UP210-54-10025 10 25 75 10 2 [ ]
UP210-5S4-10528 10.5 28 75 12 1 (@)
UP210-54-11028 11 28 75 12 1 [ J
UP210-54-12030 12 30 75 12 2 [
UP210-54-13032 13 32 100 14 1 [
UP210-54-14032 14 32 75 14 2 ([ ]
UP210-54-14034 14 34 100 14 2 [ ]
UP210-S4-15036 15 36 100 16 1 ([ ]
UP210-54-16036 16 36 100 16 2 [ ]
UP210-S4-16040 16 40 100 16 2 ([ ]
UP210-S4-16045 16 45 100 16 2 [ ]
UP210-S4-17038 17 38 100 18 1 (]
UP210-S4-18045 18 45 100 18 2 [ ]
UP210-S4-20045 20 45 100 20 2 ([ ]
UP210-S4-22045 22 45 100 25 1 O
@Stock OAvailable Upon Order D e —
p<12 20
D>12 203
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
O @) O @

© Most Suitable () Suitable
Recommended Cutting Data 3% P635
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UP210-SL4

4 Flutes, Long Flute Length, Square

N —aiaae

L
Le h6 l Helix &

{Jﬂi

.o ]

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
UP210-SL4-01004 1 4 50 4 1 [
UP210-SL4-02010 2 10 50 4 1 ([ ]
UP210-SL4-03015 3 15 60 4 1 [
UP210-SL4-63015 3 15 60 6 1 [
UP210-SL4-04020 4 20 60 4 2 [
UP210-SL4-64020 4 20 75 6 1 [
UP210-SL4-04030 4 30 75 4 2 [
UP210-SL4-05025 5 25 75 6 1 [
UP210-SL4-05030 5 30 75 6 1 [
UP210-SL4-06020 6 20 50 6 2 [
UP210-SL4-06030 6 30 75 6 2 [
UP210-SL4-06035 6 35 75 6 2 [
UP210-SL4-06035A 6 35 100 6 2 [
UP210-SL4-08025 8 25 75 8 2 [
UP210-SL4-08035 8 35 100 8 2 [
@Stock OAvailable Upon Order D e
0
D<12 0.02
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Castlron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
(©) ©) O O

© Most Suitable () Suitable

Recommended Cutting Data 3 P635
GESAC __ 281



MILLING | Solid Carbide Endmills

UP210-SL4

4 Flutes, Long Flute Length, Square

 E— i ——Ei S SSK

L

T s =9I L
Lc h6 ‘ Helix

.o |

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc L d Drawing No. In Stock
UP210-SL4-08040 8 40 100 8 2 [
UP210-SL4-10035 10 35 75 10 2 [
UP210-SL4-10045 10 45 100 10 2 [
UP210-SL4-10050 10 50 100 10 2 [
UP210-SL4-12045 12 45 100 12 2 [
UP210-SL4-12050 12 50 100 12 2 [
UP210-SL4-14045 14 45 100 14 2 [
UP210-SL4-16050 16 50 150 16 2 [
UP210-SL4-16060 16 60 150 16 2 [
UP210-SL4-16065 16 65 120 16 2 [
UP210-SL4-16070 16 70 150 16 2 [
UP210-SL4-18070 18 70 150 18 2 ([ ]
UP210-SL4-20070 20 70 150 20 2 [ ]
UP210-SL4-20080 20 80 150 20 2 ([ ]
@Stock OAvailable Upon Order D Tolerance
p<12 20
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data 3% P635
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UP210-SH4

4 Flutes, Long Shank Length
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Solid Carbide Endmills

[ MILLING

| _ —

=9 1< L

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
UP210-SH4-02010 2 10 75 4 1 ([ ]
UP210-SH4-03012 3 12 75 4 1 ([ ]
UP210-SH4-03012A 3 12 100 4 1 [ ]
UP210-SH4-04011 4 11 75 4 2 [ ]
UP210-SH4-04011A 4 11 100 4 2 [ ]
UP210-SH4-04015 4 15 75 4 2 [ ]
UP210-SH4-05020 5 20 75 6 1 [ ]
UP210-SH4-06016 6 16 75 6 2 [ ]
UP210-SH4-06020 6 20 75 6 2 [ ]
UP210-SH4-06020A 6 20 100 6 2 [ ]
UP210-SH4-08020 8 20 100 8 2 [ ]
UP210-SH4-08025 8 25 100 8 2 ([ ]
UP210-SH4-08025A 8 25 75 8 2 ([ ]
UP210-SH4-10030 10 30 100 10 2 ([ ]
UP210-SH4-10035 10 35 100 10 2 ([ ]
UP210-SH4-12035 12 35 100 12 2 ([ ]
UP210- SH4-14036 14 36 150 14 2 ([ ]
UP210-SH4-16036 16 36 150 16 2 ([ ]
UP210- SH4-18045 18 45 150 18 2 ([ ]
UP210-SH4-20045 20 45 150 20 2 [ ]

@Stock OAvailable Upon Order D Tolerance
D<12 _8102
D>12 _8'03
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4)éHRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© © o ©

© Most Suitable () Suitable

Recommended Cutting Data * P635
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UP210-SC4

4 Flutes, Standard Length, Square - Acute Angle
e &SJd = i
‘ Lc
L
=gl
i

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
UP210-SC4-04011 4 11 50 4 1 ]
UP210-SC4-06016 6 16 50 1 O
UP210-SC4-08020 8 20 60 8 1 @)
UP210-SC4-10025 10 25 75 10 1 [
UP210-SC4-12030 12 30 75 12 1 O
UP210-SC4-16036 16 36 100 16 1 ®
UP210-SC4-20045 20 45 100 20 1 @)

@Stock OAvailable Upon Order D Tolerance
p<12 20
D>12 _3'03
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
@) O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3% P635
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Solid Carbide Endmills | MILLING

UP210-S4A

4 Flutes, Standard Length, Square - 45° Helix Angle

T C —
=i UL

Please refer to P201 for guidelines to icons

L

Order No. D Lc L d Drawing No. In Stock
UP210-S4A-04011 4 11 50 4 1 [ ]
UP210-S4A-06016 6 16 50 1 [ ]
UP210-S4A-08020 8 20 60 8 1 [ ]
UP210-S4A-10025 10 25 75 10 1 ([ ]
UP210-S4A-12030 12 30 75 12 1 [ ]
UP210-S4A-16036 16 36 100 16 1 (]
UP210-S4A-20045 20 45 100 20 1 O

@Stock OAvailable Upon Order D Tolerance
D>12 _8'03
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy | Copper Alloy Graphite
(<35HRC) =
© © @) ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P635
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MILLING | Solid Carbide Endmills

UP210-S6

6 Flutes, Standard Length, Square

niﬂi — ES :\< sﬂt\sﬂ Figl S — -~
Lc
L
=R

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
UP210-S6-06015 6 15 50 6 1 (]
UP210-56-08020 8 20 60 8 1 ([ ]
UP210-S6-10025 10 25 75 10 1 (]
UP210-56-12030 12 30 75 12 1 ([ ]
UP210- S6-14032 14 32 100 14 1 ([ ]
UP210-S6-16036 16 36 100 16 1 [ ]
UP210- S6-18040 18 40 100 18 1 (]
UP210-S6-20045 20 45 100 20 1 ([ ]

@Stock OAvailable Upon Order D Tolerance
p<12 S0
D>12 203
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4}éHRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© ©) o O

© Most Suitable () Suitable

Recommended Cutting Data 3% P635

286 _ GESAC



Solid Carbide Endmills | MILLING

UP210-R2

2 Flutes, Corner Radius

] Lc
%
sy - =0l ULl
e Hole

L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Dr?\lv;i‘ng In Stock
UP210-R2-01002 1 3 0.2 50 4 1 ([ ]
UP210-R2-01502 1.5 5 0.2 50 4 1 ([ ]
UP210-R2-02002 2 6 0.2 50 4 1 [
UP210-R2-03002 3 9 0.2 50 4 1 ([ ]
UP210-R2-63002 3 9 0.2 50 6 1 @)
UP210-R2-03003 3 9 0.3 50 4 1 ([ ]
UP210-R2-63003 3 9 0.3 50 6 1 [ ]
UP210-R2-03005 3 9 0.5 50 4 1 [ ]
UP210-R2-63005 3 9 0.5 50 6 1 [ ]
UP210-R2-04002 4 11 0.2 50 4 2 ([ ]
UP210-R2-64002 4 11 0.2 50 6 1 O
UP210-R2-04003 4 11 0.3 50 4 2 ([ ]
UP210-R2-64003 4 11 0.3 50 6 1 [ ]
UP210-R2-04005 4 11 0.5 50 4 2 ([ ]
UP210-R2-64005 4 11 0.5 50 6 1 [ ]
UP210-R2-04010 4 11 1 50 4 2 [ ]
UP210-R2-05002 5 13 0.2 50 6 1 [ ]
UP210-R2-05003 5 13 0.3 50 6 1 ([ ]
@Stock OAvailable Upon Order B T T

0
-0.02
0

D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel/ Allov Steel

Alloy Steel (<4¥3HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite

(<35HRC) =

o © o ©

© Most Suitable () Suitable

Recommended Cutting Data ¥ P634

GESAC __ 287



MILLING | Solid Carbide Endmills

UP210-R2

2 Flutes, Corner Radius

© éK— Q:: Figl S
O N
. _ Wﬂ% Fig2 !

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Drilv;i'ng In Stock
UP210-R2-05005 5 13 0.5 50 6 1 [
UP210-R2-05010 5 13 1 50 6 1 [ ]
UP210-R2-06005 6 16 0.5 50 6 2 [
UP210-R2-06010 6 16 1 50 6 2 (@)
UP210-R2-06015 6 16 1.5 50 6 2 [
UP210-R2-06020 6 16 2 50 6 2 (]
UP210-R2-08003 8 20 0.3 60 8 2 [ ]
UP210-R2-08005 8 20 0.5 60 8 2 (]
UP210-R2-08005A 8 20 0.5 75 8 2 [
UP210-R2-08010 8 20 1 60 8 2 (@)
UP210-R2-08015 8 20 1.5 60 8 2 (@)
UP210-R2-08020 8 20 2 60 8 2 [ ]
UP210-R2-10003 10 25 0.3 75 10 2 O
UP210-R2-10005 10 25 0.5 75 10 2 (]
UP210-R2-10010 10 25 1 75 10 2 ([ ]
UP210-R2-10015 10 25 1.5 75 10 2 (@)
UP210-R2-10020 10 25 2 75 10 2 ([ ]
@Stock OAvailable Upon Order D Tolerance
bs12 002
D>12 _8.03
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cirllloon Steel/ Alloy Steel . . .
oy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
@) O O O

© Most Suitable () Suitable

Recommended Cutting Data % P634
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UP210-R2

2 Flutes, Corner Radius

Solid Carbide Endmills

[ MILLING

T Lc —
L
—
kel —_— Fig2 o
= = ol UL [
‘ Lo h6 Helix
L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Dre']\lv;mg In Stock
UP210-R2-10030 10 30 3 75 10 2 [
UP210-R2-12005 12 30 0.5 75 12 2 [
UP210-R2-12010 12 30 1 75 12 2 [}
UP210-R2-12015 12 30 15 75 12 2 [
UP210-R2-12020 12 30 2 75 12 2 [}
UP210-R2-12030 12 30 3 75 12 2 @)
UP210-R2-14010 14 32 1 100 14 2 [ J
UP210-R2-14020 14 32 2 100 14 2 [
UP210-R2-16005 16 36 0.5 100 16 2 @)
UP210-R2-16010 16 36 1 100 16 2 [
UP210-R2-16020 16 36 2 100 16 2 @)
UP210-R2-16030 16 36 3 100 16 2 [
UP210-R2-18010 18 40 1 100 18 2 [ J
UP210-R2-18020 18 40 2 100 18 2 [
UP210-R2-20010 20 45 1 100 20 2 [ ]
UP210-R2-20020 20 45 2 100 20 2 [
@Stock OAvailable Upon Order D e —
<12 S0
0
b>12 -0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
© © @) ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P634

GESAC __ 289



MILLING | Solid Carbide Endmills

UP210-RH2

2 Flutes, Corner Radius, with Long Shank Length

T L Lc
=) L U

I
Please refer to P201 for guidelines to icons

Drawing

Order No. D Lc R L d No. In Stock
UP210-RH2-04005 4 11 0.5 75 4 1 [ ]
UP210-RH2-06005 6 16 0.5 75 6 2 [ ]
UP210-RH2-06010 6 16 1 75 6 2 O
UP210-RH2-06015 6 16 1.5 75 6 2 (@)
UP210-RH2-08005 8 20 0.5 100 8 2 O
UP210-RH2-08010 8 20 1 100 8 2 (@)
UP210-RH2-08015 8 20 1.5 100 8 2 O
UP210-RH2-10005 10 25 0.5 100 10 2 (]
UP210-RH2-10010 10 25 1 100 10 2 [ ]
UP210-RH2-10015 10 25 1.5 100 10 2 (@)
UP210-RH2-10020 10 25 2 100 10 2 @)
UP210-RH2-12005 12 30 0.5 100 12 2 (@)
UP210-RH2-12010 12 30 1 100 12 2 O

@Stock OAvailable Upon Order D TelEEmE
bs12 202
D>12 S0
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Carbon Steel/ Alloy Steel . . .
Alloy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
O @) @) @)

©) Most Suitable (O Suitable

Recommended Cutting Data 3 P634
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Solid Carbide Endmills | MILLING

UP210-RH2

2 Flutes, Corner Radius, with Long Shank Length

e
T L Le

=@ UL |

Please refer to P201 for guidelines to icons

Continued
Order No. D Lc R L d Dr;'a\lv;i'ng In Stock
UP210-RH2-12015 12 30 1.5 100 12 2 @)
UP210-RH2-12020 12 30 2 100 12 2 (@)
UP210-RH2-14010 14 36 1 150 14 2 [ ]
UP210-RH2-14020 14 36 2 150 14 2 (@)
UP210-RH2-16005 16 36 0.5 150 16 2 (@)
UP210-RH2-16010 16 36 1 150 16 2 (]
UP210-RH2-16015 16 36 1.5 150 16 2 (@)
UP210-RH2-16020 16 36 2 150 16 2 (@)
UP210-RH2-18010 18 45 1 150 18 2 [ ]
UP210-RH2-18020 18 45 2 150 18 2 (@)
UP210-RH2-20010 20 45 1 150 20 2 [ ]
UP210-RH2-20020 20 45 2 150 20 2 (@)
@Stock OAvailable Upon Order D Tl
D<12 _8'02
D>12 303
Unit (mm)
Workpiece Material
P m 4 N
1234 5 123 123 123 4 5

CaArllloon Steel/ Alloy Steel . . .

oy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite

(<35HRC)
© © @) ©

© Most Suitable () Suitable

Recommended Cutting Data % P634

GESAC __ 291



MILLING | Solid Carbide Endmills

UP210-R4

4 Flutes, Corner Radius

ot
o —

f —
Figl 4
Fig2 r ‘ °
Lc hé ‘ Helix

_d
|
Lo ¢

L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Dralm\lv;i'ng In Stock
UP210-R4-01002 1 3 0.2 50 4 1 [ ]
UP210-R4-01003 1 3 0.3 50 4 1 (@)
UP210-R4-01502 1.5 5 0.2 50 4 1 [
UP210-R4-02002 2 6 0.2 50 4 1 ([ ]
UP210-R4-02005 2 6 0.5 50 4 1 [
UP210-R4-02505 2.5 8 0.5 50 4 1 (@)
UP210-R4-03002 3 9 0.2 50 4 1 [
UP210-R4-03003 3 9 0.3 50 4 1 ([ ]
UP210-R4-03005 3 9 0.5 50 4 1 [
UP210-R4-04002 4 11 0.2 50 4 2 ([ ]
UP210-R4-64002 4 11 0.2 50 6 1 O
UP210-R4-04003 4 11 0.3 50 4 2 ([ ]
UP210-R4-04005 4 11 0.5 50 4 2 [
UP210-R4-04010 4 11 1 50 4 2 [
UP210-R4-04510 4.5 12 1 50 6 1 O
UP210-R4-05002 5 13 0.2 50 6 1 ([ ]
UP210-R4-05005 5 13 0.5 50 6 1 [
@Stock OAvailable Upon Order D e ——

0
-0.02

0

D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel/ Allov Steel

Alloy Steel (<4¥3HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite

(<35HRC) =

(©) O O (©)

© Most Suitable () Suitable

Recommended Cutting Data * P635
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Solid Carbide Endmills | MILLING

UP210-R4

4 Flutes, Corner Radius

:ZTK

e—

&
E Figl i ﬁ

- =gt UL
Lc (it ‘ Helix

T
|
Lo [®

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Drell\lv(\;i'ng In Stock
UP210-R4-05010 5 13 1 50 6 1 (]
UP210-R4-05015 5 13 15 50 6 1 [ ]
UP210-R4-06002 6 16 0.2 50 6 2 (]
UP210-R4-06005 6 16 0.5 50 6 2 (]
UP210-R4-06005A 6 16 0.5 60 6 2 (]
UP210-R4-06010 6 16 1 50 6 2 (]
UP210-R4-06015 6 16 15 50 6 2 [ ]
UP210-R4-08002 8 20 0.2 60 8 2 O
UP210-R4-08003 8 20 0.3 60 8 2 (]
UP210-R4-08005 8 20 0.5 60 8 2 (]
UP210-R4-08005A 8 20 0.5 75 8 2 (]
UP210-R4-08010 8 20 1 60 8 2 (]
UP210-R4-08010A 8 20 1 75 8 2 [ ]
UP210-R4-08015 8 20 15 60 8 2 (]
UP210-R4-08020 8 20 2 60 8 2 [ ]
UP210-R4-10002 10 25 0.2 75 10 2 (]
UP210-R4-10003 10 25 0.3 75 10 2 ([ ]
@Stock OAvailable Upon Order D Tolerance
p<12 o
D>12 _8'03
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
iy siea AloySteel g ciol cast] Aluminum Alloy ~ Copper All Graphit
y Stee (<48HRC) ainless Stee ast Iron uminum Alloy opper Alloy raphite
(<35HRC)
© © o ©

© Most Suitable () Suitable

Recommended Cutting Data % P635
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MILLING | Solid Carbide Endmills

UP210-R4

4 Flutes, Corner Radius

ot
o —

Figl ! ﬁ
Fig2 r ' ©
Lc e ‘ Helix

_d
|
Lo ¢

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Dr;;\\lvc\;ing In Stock
UP210-R4-10005 10 25 0.5 75 10 2 [ ]
UP210-R4-10010 10 25 1 75 10 2 [
UP210-R4-10015 10 25 15 75 10 2 [
UP210-R4-10020 10 25 2 75 10 2 [
UP210-R4-10025 10 25 2.5 75 10 2 [ ]
UP210-R4-10030 10 25 3 75 10 2 [
UP210-R4-12003 12 30 0.3 75 12 2 (@)
UP210-R4-12010 12 30 1 75 12 2 [
UP210-R4-12015 12 30 1.5 75 12 2 [ ]
UP210-R4-12020 12 30 2 75 12 2 [ ]
UP210-R4-12025 12 30 2.5 75 12 2 [ ]
UP210-R4-12030 12 30 3 75 12 2 ([ ]
UP210-R4-14005 14 32 0.5 100 14 2 O
UP210-R4-14010 14 32 1 100 14 2 ([ ]
UP210-R4-14020 14 32 2 100 14 2 [
UP210-R4-16005 16 36 0.5 100 16 2 (]
UP210-R4-16010 16 36 1 100 16 2 [
@Stock OAvailable Upon Order D Tolerance
p<12 S
D>12 0
Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel CastIron Aluminum Alloy | Copper Alloy Graphite
(<35HRC) =
©) ©) o ©)

© Most Suitable () Suitable

Recommended Cutting Data % P635

294 __ GESAC



Solid Carbide Endmills | MILLING

UP210-R4

4 Flutes, Corner Radius

:ZTK

e—

&
E Figl q ﬁ

- =gt UL
Lc (it ‘ Helix

T
|
Lo [

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Drz;\\lvc\:mg In Stock
UP210-R4-16020 16 36 2 100 16 2 (]
UP210-R4-16030 16 36 3 100 16 2 [ ]
UP210-R4-18010 18 40 1 100 18 2 (]
UP210-R4-18020 18 40 2 100 18 2 [
UP210-R4-20004 20 45 0.4 100 20 2 @)
UP210-R4-20010 20 45 1 100 20 2 [
UP210-R4-20020 20 45 2 100 20 2 [ ]
UP210-R4-20030 20 45 3 100 20 2 ([ ]
UP210-R4-20040 20 45 4 100 20 2 [ ]
UP210-R4-20050 20 45 5 100 20 2 @)
@Stock OAvailable Upon Order D Telamne
0
D<12 0.02
0
D>12 0.03
Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel CastIron Aluminum Alloy | Copper Alloy Graphite
(<35HRC) =
©) ©) o ©)

© Most Suitable () Suitable

Recommended Cutting Data * P635
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MILLING | Solid Carbide Endmills

UP210-RH4

4 Flutes, Corner Radius, with Long Shank Length

e - =i UL

Lc

L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Dr?\lv;i.ng In Stock
UP210-RH4-03005 3 9 0.5 75 4 1 [
UP210-RH4-04005 4 11 0.5 75 4 2 [
UP210-RH4-06003 6 20 0.3 100 6 2 [ ]
UP210-RH4-06003 6 20 0.3 100 6 2 [
UP210-RH4-06005 6 16 0.5 75 6 2 ([ ]
UP210-RH4-06005A 6 20 0.5 100 6 2 [
UP210-RH4-06010 6 16 1 75 6 2 [ ]
UP210-RH4-06010A 6 16 1 100 6 2 [
UP210-RH4-06015 6 16 1.5 75 6 2 ([ ]
UP210-RH4-08005 8 20 0.5 100 8 2 [
UP210-RH4-08010 8 20 1 100 8 2 ([ ]
UP210-RH4-08015 8 20 15 100 8 2 @)
UP210-RH4-08020 8 20 2 100 8 2 ([ ]
UP210-RH4-10005 10 25 0.5 100 10 2 [ ]
UP210-RH4-10010 10 25 1 100 10 2 [ ]
UP210-RH4-10015 10 25 15 100 10 2 (@)
UP210-RH4-10020 10 25 2 100 10 2 [ ]
UP210-RH4-12005 12 30 0.5 100 12 2 ([ ]
UP210-RH4-12010 12 30 1 100 12 2 [
@Stock OAvailable Upon Order D Tolerance
bs12 202
D>12 s
Unit (mm)
Workpiece Material
P m [ N
1234 5 123 123 123 4 5
CaArlIlaon Steel/ Alloy Steel . . .
oy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy =~ Copper Alloy Graphite
(<35HRC)
O © O O

© Most Suitable () Suitable

Recommended Cutting Data % P635
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Solid Carbide Endmills | MILLING

UP210-RH4

4 Flutes, Corner Radius, with Long Shank Length

Q~
! - R i)} UL |
Lc hé ‘ Helix

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Dr?\lvz/)i.ng In Stock
UP210-RH4-12015 12 30 15 100 12 2 [ ]
UP210-RH4-12020 12 30 2 100 12 2 ([ ]
UP210-RH4-12030 12 30 3 100 12 2 [
UP210-RH4-14010 14 36 1 150 14 2 O
UP210-RH4-14020 14 36 2 150 14 2 O
UP210-RH4-16005 16 36 0.5 150 16 2 (]
UP210-RH4-16010 16 36 1 150 16 2 [
UP210-RH4-16015 16 36 15 150 16 2 (]
UP210-RH4-16020 16 36 2 150 16 2 [
UP210-RH4-16030 16 36 3 150 16 2 (]
UP210-RH4-18010 18 45 1 150 18 2 O
UP210-RH4-18020 18 45 2 150 18 2 (]
UP210-RH4-20010 20 45 1 150 20 2 O
UP210-RH4-20020 20 45 2 150 20 2 (@)
@Stock OAvailable Upon Order B Tolerance
bs12 -g.oz
D>12 0
Unit (mm)

Workpiece Material

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4)éHRC) Stainless Steel Cast Iron Aluminum Alloy = Copper Alloy Graphite
(<35HRC) =
@) © @) @)

© Most Suitable () Suitable

Recommended Cutting Data % P635
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MILLING | Solid Carbide Endmills

UP210-R4A

4 Flutes, Corner Radius - 45° Helix Angle

<

I 55834 - S
Lc o
=gl UL

Please refer to P201 for guidelines to icons

L

Order No. D Lc R L d Dr?\lv(\gi.ng In Stock
UP210-R4A-04005 4 11 0.5 50 4 1 [ ]
UP210-R4A-04010 4 11 1 50 4 1 [
UP210-R4A-06005 6 16 0.5 50 6 1 [ ]
UP210-R4A-06010 6 16 1 50 6 1 [
UP210-R4A-06015 6 16 1.5 50 6 1 O
UP210-R4A-08003 8 20 0.3 60 8 1 O
UP210-R4A-08005 8 20 0.5 60 8 1 (@)
UP210-R4A-08010 8 20 1 60 8 1 O
UP210-R4A-08015 8 20 1.5 60 8 1 [ ]
UP210-R4A-08020 8 20 2 60 8 1 @)
UP210-R4A-10002 10 25 0.2 75 10 1 (@)
UP210-R4A-10005 10 25 0.5 75 10 1 [
UP210-R4A-10010 10 25 1 75 10 1 [ ]
UP210-R4A-10015 10 25 1.5 75 10 1 [
UP210-R4A-10020 10 25 2 75 10 1 (@)

@Stock OAvailable Upon Order D GlEEE
Ds12 202
D>12 S0
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cirlﬁ;) nsSteel/ Alloy Steel . . .
y Steel (<48HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
© © @) ©

© Most Suitable () Suitable

Recommended Cutting Data % P635
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UP210-R4A

4 Flutes, Corner Radius - 45° Helix Angle

Solid Carbide Endmills

[ MILLING

Q~
Lc
L
=gl--FI UL
Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Dr?\lv(\;lng In Stock
UP210-R4A-10025 10 25 2.5 75 10 2 @)
UP210-R4A-10030 10 25 3 75 10 2 O
UP210-R4A-12005 12 30 0.5 75 12 2 @)
UP210-R4A-12010 12 30 1 75 12 2 @)
UP210-R4A-12015 12 30 1.5 75 12 2 @)
UP210-R4A-12020 12 30 2 75 12 2 @)
UP210-R4A-12025 12 30 2.5 75 12 2 @)
UP210-R4A-12030 12 30 3 75 12 2 @)
UP210-R4A-16005 16 36 0.5 100 16 2 @)
UP210-R4A-16010 16 36 1 100 16 2 O
UP210-R4A-16020 16 36 2 100 16 2 @)
UP210-R4A-16030 16 36 3 100 16 2 O
UP210-R4A-20010 20 45 1 100 20 2 °
UP210-R4A-20020 20 45 2 100 20 2 @)
@Stock OAvailable Upon Order D TelEERE
p<12 S0
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
@) @) @) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P635
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MILLING | Solid Carbide Endmills

UP210-B2

2 Flutes, Ballnose

e E—

Lc
L
@
== - =l Um
- 6 Hee] Baiinose
L Please refer to P201 for guidelines to icons
Order No. D R Lc L d Dr?\lv(\ii.ng In Stock
UP210-B2-00801 0.8 0.4 1.6 50 4 1 o
UP210-B2-00901 0.9 0.45 1.8 50 4 1 [
UP210-B2-01002 1 0.5 2 50 4 1 (]
UP210-B2-61002 1 0.5 2 50 6 1 [
UP210-B2-01503 15 0.75 3 50 4 1 (]
UP210-B2-61503 1.5 0.75 3 50 6 1 [
UP210-B2-02004 2 1 4 50 4 1 (]
UP210-B2-62004 2 1 4 50 6 1 [
UP210-B2-02505 2.5 1.25 5 50 4 1 (]
UP210-B2-03006 3 15 6 50 4 1 [
UP210-B2-63006 3 15 6 50 6 1 [ ]
UP210-B2-03506 3.5 1.75 6 50 4 1 [
UP210-B2-04008 4 2 8 50 4 2 [ ]
UP210-B2-64008 4 2 8 50 6 1 [
UP210-B2-05010 5 2.5 10 50 6 1 [ ]
@Stock OAvailable Upon Order R Tolerance
R<LS oo
Ls<R<3 | 0o
R>12 o
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
CaArlllo(;) nSSteel/ Alloy Steel . . .
y Steel (<48HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
© O @) ©

© Most Suitable () Suitable

Recommended Cutting Data ¥ P637
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UP210-B2

2 Flutes, Ballnose

Solid Carbide Endmills

[ MILLING

vTﬂi —\ - o Figl ﬂ
T Lc
L
@«
- " J— QI Fig2
| g =rE=
LC h6 Ballnose
L Please refer to P201 for guidelines to icons
Continued
Order No. D R Lc L d Drz;\\lvc\:mg In Stock
UP210-B2-05510 5.5 2.75 10 50 6 1 )
UP210-B2-06012 6 3 12 50 6 2 ()
UP210-B2-06012A 6 3 12 60 6 2 )
UP210-B2-07014 7 3.5 14 60 8 1 [ J
UP210-B2-08014 8 4 14 60 8 2 )
UP210-B2-09016 9 4.5 16 75 10 1 ()
UP210-B2-10018 10 5 18 75 10 2 )
UP210-B2-11020 11 5.5 20 75 12 1 @)
UP210-B2-12022 12 6 22 75 12 2 )
UP210-B2-13026 13 6.5 26 90 14 1 O
UP210-B2-14026 14 7 26 90 16 2 [
UP210-B2-15030 15 7.5 30 100 16 1 [}
UP210-B2-16030 16 8 30 100 16 2 ®
UP210-B2-18034 18 9 34 100 18 2 [}
UP210-B2-20038 20 10 38 100 20 2 ®
@Stock OAvailable Upon Order R Tolerance
R<15 oo
0
1.5<R<3 0,015
0
R>3 -0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy = Copper Alloy Graphite
(<48HRC)
(<35HRC)
@) © O @)

© Most Suitable () Suitable

Recommended Cutting Data ¥ P637

GESAC __ 301



MILLING | Solid Carbide Endmills

UP210-BH2

2 Flutes Ballnose, with Long Shank Length

L SHANK acrsiv =30 '
Lc hé Helix Ballnose

d
——
|
.D_
)
RN

T
|
%

L Please refer to P201 for guidelines to icons
Order No. D R Lc L d Dra’}\lv;i‘ng In Stock
UP210-BH2-61002 1 0.5 2 75 6 1 (]
UP210-BH2-61503 1.5 0.75 3 75 6 1 [
UP210-BH2-02004 2 1 4 75 4 1 (]
UP210-BH2-62004 2 1 4 75 6 1 [
UP210-BH2-03006 3 1.5 6 75 4 1 [ ]
UP210-BH2-63006 3 1.5 6 75 6 1 [
UP210-BH2-04008 4 8 75 4 2 [ ]
UP210-BH2-64008 4 2 8 75 6 1 ([ ]
UP210-BH2-05010 5 2.5 10 75 6 1 [ ]
UP210-BH2-06012 6 3 12 75 6 2 [ ]
UP210-BH2-06012A 6 3 12 100 6 2 [
UP210-BH2-07014 7 3.5 14 100 8 1 [ ]
UP210-BH2-08014A 8 4 14 75 8 2 [
UP210-BH2-08014 8 14 100 8 2 [ ]
UP210-BH2-09016 9 4.5 16 100 10 1 [
UP210-BH2-10018 10 5 18 100 10 2 (]
@Stock OAvailable Upon Order R Tolerance

0
-0.01

0

R<15

1.5<R<3 0,015
0
R>3 0,02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© @) @) ©

© Most Suitable () Suitable

Recommended Cutting Data ¥ P637

302 _ GESAC



UP210-BH2

2 Flutes Ballnose, with Long Shank Length

Solid Carbide Endmills

[ MILLING

,@K <
ULH — |> o] el Fﬂ
Lc
L
@
= =@} U
AICISIN
Lc hé Ballnose
L Please refer to P201 for guidelines to icons
Continued
Order No. D R Lc L d Dr?\lvc\;lng In Stock
UP210-BH2-10018A 10 5 18 150 10 2 [
UP210-BH2-11020 11 5.5 20 100 12 1 [}
UP210-BH2-10018A 10 5 18 150 10 2 [
UP210-BH2-12022 12 6 22 100 12 2 [}
UP210-BH2-12022A 12 6 22 150 12 2 [
UP210-BH2-14026 14 7 26 150 14 2 [}
UP210-BH2-16030 16 8 30 150 16 2 [
UP210-BH2-18034 18 9 34 150 18 2 [
UP210-BH2-20038 20 10 38 150 20 2 [
@Stock OAvailable Upon Order R Tolerance
R<LS oo
0
1.5<R<3 0,015
0
R>3 -0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy = Copper Alloy Graphite
(<48HRC)
(<35HRC)
© © O ©

© Most Suitable () Suitable

Recommended Cutting Data ¥ P637

GESAC __303



MILLING | Solid Carbide Endmills

UP210-B4

4 Flutes, Ballnose

[ 2

L

@
i emt) -] Ulna

L

.

Please refer to P201 for guidelines to icons

Drawing

Order No. D R Lc L d No. In Stock
UP210-B4-02004 2 1 4 50 4 1 [
UP210-B4-62004 2 1 4 50 6 1 @)
UP210-B4-02505 2.5 1.25 5 50 4 1 [
UP210-B4-03006 3 1.5 6 50 4 1 [
UP210-B4-63006 3 1.5 6 50 6 1 [
UP210-B4-04008 4 8 50 4 2 [
UP210-B4-64008 4 8 50 6 1 [
UP210-B4-05010 5 2.5 10 50 6 1 [
UP210-B4-06012 6 3 12 50 6 2 [
UP210-B4-07014 7 3.5 14 60 8 1 [
UP210-B4-08014 8 4 14 60 8 2 °
UP210-B4-09016 9 4.5 16 75 10 1 )
UP210-B4-10018 10 5 18 75 10 2 °
UP210-B4-11020 11 5.5 20 75 12 1 [
UP210-B4-12022 12 6 22 75 12 2 °
UP210-B4-14024 14 7 24 75 14 2 [
UP210-B4-16030 16 8 30 100 16 2 )
UP210-B4-18034 18 9 34 100 18 2 O
UP210-B4-20038 20 10 38 100 20 2 )

@Stock OAvailable Upon Order R Tolerance
R<LS ool
Ls<R<3 0
R>3 2
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
CaArlllaon Steel/ Alloy Steel . . .
oy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy =~ Copper Alloy Graphite
(<35HRC)
© © O @

© Most Suitable () Suitable

Recommended Cutting Data 3% P637
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Solid Carbide Endmills | MILLING

UP210-L60

4 Flutes, 60° Chamfer Endmills

ol ] _ > Dl Figl ﬁ

el
=9V

Please refer to P201 for guidelines to icons

—

Order No. D Lc L d Drawing No. In Stock
UP210-L60-04060 4 3.5 50 1 ([ ]
UP210-L60-06060 6 5.2 50 1 ([ ]
UP210-L60-08060 8 7 60 1 ([ ]
UP210-L60-10060 10 8.7 75 10 1 [ ]
UP210-L60-12060 12 10.4 75 12 1 [ ]
UP210-L60-16060 16 13.9 100 16 1 ([ ]
UP210-L60-20060 20 17.4 100 20 1 [ ]

@Stock OAvailable Upon Order D Tolerance
D<12 _3'02
D>12 03
Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
O ©) O @) O o}

© Most Suitable () Suitable

Recommended Cutting Data 3 P638

GESAC __305



MILLING | Solid Carbide Endmills

UP210-L90

4 Flutes, 90° Chamfer Endmills
o e — =
T } L ||

=Vl

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
UP210-L90-04090 4 2 50 4 1 )
UP210-L90-06090 3 50 1 ]
UP210-L90-08090 8 4 60 8 1 °
UP210-L90-10090 10 5 75 10 1 ]
UP210-L90-12090 12 6 75 12 1 )
UP210-L90-16090 16 8 100 16 1 °
UP210-L90-20090 20 10 100 20 1 °

@Stock OAvailable Upon Order D Tolerance
D<12 _8.02
D>12 _3.03
Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© © @) © @) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P638
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UP210-L120

4 Flutes, 120° Chamfer Endmills

L

94 ~
| <

Solid Carbide Endmills

[ MILLING

-
=0l

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
UP210-L120-04120 4 1.2 50 4 1 ®
UP210-L120-06120 1.8 50 1 (J
UP210-L120-08120 8 2.4 60 1 ®
UP210-L120-10120 10 2.9 75 10 1 (J
UP210-L120-12120 12 3.5 75 12 1 (]
UP210-L120-16120 16 4.6 100 16 1 O
UP210-L120-18120 18 5.2 100 18 1 O
UP210-L120-20120 20 5.8 100 20 1 ( J

@Stock OAvailable Upon Order D Tolerance
D<12 _8.02
D>12 _3'03
Unit (mm)

Workpiece Material

M

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4)éHRC) Stainless Steel Cast Iron Aluminum Alloy  Copper Alloy Graphite
(<35HRC) =
@ © O © @) o

© Most Suitable () Suitable

Recommended Cutting Data 3 P638

GESAC __ 307



MILLING | Solid Carbide Endmills

SP210-S3

3 Flutes, Square, with Variable Helix
o

e~ E —— N
L
) c
£ <4t DL [
Lc h6 3 ~ m

T T
|
o |

L Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No. In Stock
SP210-S3-02508 2.5 8 50 4 1 ()
SP210-S3-03009 3 50 4 1 [}
SP210-S3-04011 4 11 50 4 2 [
SP210-S3-05013 5 13 50 6 1 [
SP210-S3-06016 6 16 50 6 2 [
SP210-S3-08020 8 20 60 8 2 [
SP210-S3-09025 9 25 75 10 1 [
SP210-S3-10025 10 25 75 10 2 [
SP210-S3-12030 12 30 75 12 2 [
SP210-S3-16036 16 36 100 16 2 [
SP210-S3-20045 20 45 100 20 2 [

@Stock OAvailable Upon Order D Tolerance

p<12 2
0

D>12 0.03

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel y Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
© @) @) ©

© Most Suitable () Suitable

Recommended Cutting Data ¥ P638
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SP210-C3

3 Flutes, Square, with Variable Helix (Tip Chamfer)

a

Solid Carbide Endmills

[ MILLING

)] —— —— 2NN
T e |
L
s AICISIN W
3 * m Chamfer
Please refer to P201 for guidelines to icons
Order No. D Lc C L d Drawing No.  In Stock
SP210-C3-06020 6 16 0.2 50 1 °
SP210-C3-08020 20 0.2 60 8 1 ()
SP210-C3-10030 10 25 0.3 75 10 1 [ ]
SP210-C3-12030 12 30 0.3 75 12 1 ®
SP210-C3-16030 16 36 0.3 100 16 1 O
@Stock OAvailable Upon Order D Tolerance
0
D<12 0.02
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
@) © o O

© Most Suitable () Suitable

Recommended Cutting Data 3 P638

GESAC __ 309



MILLING | Solid Carbide Endmills

SP210-54

4 Flutes, Square, Double Helix

g~ TR —w
I Lc

L

=5 = L |

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
SP210-54-01003 1 3 50 4 1 ®
SP210-54-01505 15 5 50 4 1 O
SP210-S4-02006 6 50 4 1 (]
SP210-S4-62006 2 6 50 6 1 ®
SP210-S4-02508 2.5 8 50 4 1 (]
SP210-S4-03009 9 50 4 1 (]
SP210-S4-63009 9 50 6 1 (]
SP210-S4-03511 3.5 11 50 4 1 O
SP210-S4-04011 4 11 50 4 2 (]
SP210-S4-64011 4 11 50 6 1 (]
SP210-S4-05013 5 13 50 6 1 (]
SP210-S4-05516 55 16 50 6 1 (]
SP210-S4-06016 6 16 50 6 2 (]
SP210-54-07020 7 20 60 8 1 (]
SP210-54-08020 8 20 60 8 2 (]
SP210-54-08025 8 25 60 8 2 (]
SP210-54-10025 10 25 75 10 2 (]
SP210-S4-12030 12 30 75 12 2 (]
SP210-S4-14034 14 34 100 14 2 (]
SP210-S4-16036 16 36 100 16 2 (]
SP210-S4-20045 20 45 100 20 2 (]
@Stock OAvailable Upon Order D Tolerance

0
-0.02

0
-0.03

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© @) @) ©

© Most Suitable () Suitable

Recommended Cutting Data % P639
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SP210-C4

4 Flutes, Square, Double Helix (Tip Chamfer)

L

°

L

R

Solid Carbide Endmills |

MILLING

| ;

e M L |
h6 Helix

Please refer to P201 for guidelines to icons

Order No. D Lc C L d Drawing No.  In Stock
SP210-C4-03003 3 0.03 50 4 1 °
SP210-C4-03013 3 0.13 50 4 1 )
SP210-C4-63008 3 0.15 57 6 1 °
SP210-C4-64011 4 11 0.18 57 6 1 [
SP210-C4-04004 4 11 0.04 50 4 2 @)
SP210-C4-04018 4 11 0.18 50 4 2 )
SP210-C4-05005 5 13 0.05 50 6 1 °
SP210-C4-05013 5 13 0.15 57 6 1 [
SP210-C4-05020 5 13 0.2 50 6 1 )
SP210-C4-06006 6 16 0.06 50 6 2 )
SP210-C4-06013 6 13 0.2 57 6 2 )
SP210-C4-06020 6 16 0.2 50 6 2 )
SP210-C4-06040 6 16 0.4 50 6 2 ®
SP210-C4-08008 8 20 0.08 60 8 2 ®
SP210-C4-08019 8 19 0.2 63 8 2 [
SP210-C4-08020 8 20 0.2 60 8 2 ®
SP210-C4-10010 10 25 0.1 75 10 2 °
SP210-C4-10022 10 22 0.3 12 10 2 [

@Stock OAvailable Upon Order D Tolerance
p<12 o
D>12 00
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
CaArl?on Steel/ Alloy Steel . . .
oy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
O ©) O O

© Most Suitable () Suitable

Recommended Cutting Data % P639

GESAC _ 311



MILLING | Solid Carbide Endmills

SP210-C4

4 Flutes, Square, Double Helix (Tip Chamfer)

L

‘g |

.OT _ - Figz p 35’/38‘

-/ 4 Aot =
w‘ h6 d Helix Chamfer

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc C L d Drawing No.  In Stock
SP210-C4-10030 10 25 0.3 75 10 2 [ ]
SP210-C4-12012 12 30 0.12 75 12 2 (]
SP210-C4-12026 12 26 0.3 83 12 2 ([ ]
SP210-C4-12030 12 30 0.3 75 12 2 [ )
SP210-C4-16015 16 36 0.15 100 16 2 [
SP210-C4-16040 16 36 0.4 100 16 2 [ ]
SP210-C4-18015 18 45 0.15 100 18 2 [ ]
SP210-C4-20015 20 45 0.15 100 20 2 [ ]
SP210-C4-20050 20 45 0.5 100 20 2 [ ]
@Stock OAvailable Upon Order D Tolerance
0
D<12 0.02
D>12 0
-0.03
Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4)éHRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
©) O o ©

© Most Suitable () Suitable

Recommended Cutting Data * P639
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Solid Carbide Endmills | MILLING
SP210-CN4
4 Flutes, Square, with Long Neck and Double Helix (Tip Chamfer)
-~ [ ¢
S — e : —e
‘ Lc |
L1
L ¢
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vLH ﬂH ‘"—@g s o B/ W PNy 353 U
LL. hé Helix
‘ L1
L Please refer to P201 for guidelines to icons
Order No. D Lc c ) L1 L d  Prawing o stock
SP210-CN4-03013 3 10 0.13 2.9 18 75 4 1 [
SP210-CN4-04018 4 12 0.18 3.8 20 75 4 2 [
SP210-CN4-05020 5 15 0.2 4.8 35 75 6 1 [
SP210-CN4-06020 6 16 0.2 5.8 24 100 6 2 [
SP210-CN4-08020 8 20 0.2 7.5 30 100 8 2 [
SP210-CN4-10030 10 25 0.3 9.5 40 150 10 2 [
SP210-CN4-12030 12 30 0.3 11 40 150 12 2 [
SP210-CN4-16040 16 36 0.4 15 50 150 16 2 [
SP210-CN4-20050 20 45 0.5 19 60 150 20 2 O
@Stock OAvailable Upon Order D Tolerance
0
D<12 0.02
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy | Copper Alloy Graphite
(<48HRC)
(<35HRC)
@) @) ® O
© Most Suitable () Suitable

Recommended Cutting Data 3 P639
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MILLING | Solid Carbide Endmills

SP210-R4

4 Flutes, Corner Radius, with Double Helix

:(R

L

e 1~ Rl S e (]
Le h6 Helix

L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Dr?\lvgi.ng In Stock
SP210-R4-01002 1 3 0.2 50 4 1 (@)
SP210-R4-02002 2 6 0.2 50 4 1 O
SP210-R4-02005 2 6 0.5 50 4 1 [ ]
SP210-R4-03002 B 9 0.2 50 4 1 (]
SP210-R4-03003 3 9 0.3 50 4 1 [ ]
SP210-R4-03005 3 9 0.5 50 4 1 ([ ]
SP210-R4-04002 4 11 0.2 50 4 2 (@)
SP210-R4-04003 4 11 0.3 50 4 2 [ ]
SP210-R4-04005 4 11 0.5 50 4 2 [
SP210-R4-04010 4 11 1 50 4 2 [
SP210-R4-05003 5 13 0.3 50 6 1 [ ]
SP210-R4-05005 5 13 0.5 50 6 1 ([ ]
SP210-R4-05010 5 13 1 50 6 1 [
SP210-R4-06002 6 16 0.2 50 6 2 (@)
SP210-R4-06003 6 16 0.3 50 6 2 [ ]
SP210-R4-06005 6 16 0.5 50 6 2 (]
SP210-R4-06010 6 16 1 50 6 2 [ ]
SP210-R4-06015 6 16 15 50 6 2 (@)
SP210-R4-06020 6 16 2 50 6 2 [ ]
SP210-R4-08005 8 20 0.5 60 8 2 ([ ]
@Stock OAvailable Upon Order D Tolerance
D<12 S0
D>12 s
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Carbon Steel/ Alloy Steel . . .
Alloy Steel (<48HRC) Stainless Steel CastIron Aluminum Alloy  Copper Alloy Graphite
(<35HRC)
© © @) ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P639
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Solid Carbide Endmills | MILLING

SP210-R4

4 Flutes, Corner Radius, with Double Helix

e ]
P U (L

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Dr?\lv;i‘ng In Stock
SP210-R4-08010 8 20 1.0 60 2 [ ]
SP210-R4-08015 8 20 1.5 60 2 [ ]
SP210-R4-08020 8 20 2 60 2 [ ]
SP210-R4-10005 10 25 0.5 75 10 2 [ ]
SP210-R4-10010 10 25 1 75 10 2 ([ ]
SP210-R4-10015 10 25 1.5 75 10 2 (]
SP210-R4-10020 10 25 2 75 10 2 ([ ]
SP210-R4-10030 10 25 3 75 10 2 ([ ]
SP210-R4-12005 12 30 0.5 75 12 2 ([ ]
SP210-R4-12010 12 30 1 75 12 2 ([ ]
SP210-R4-12015 12 30 1.5 75 12 2 ([ ]
SP210-R4-12020 12 30 2 75 12 2 ([ ]
SP210-R4-12030 12 30 3 75 12 2 ([ ]
SP210-R4-14020 14 32 2 75 14 2 (]
SP210-R4-16005 16 36 0.5 100 16 2 (©]
SP210-R4-16010 16 36 1 100 16 2 @)
SP210-R4-16020 16 36 2 100 16 2 [ ]
SP210-R4-16030 16 36 3 100 16 2 [ ]
@Stock OAvailable Upon Order D Tolerance
<12 00
D>12 03
Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥§HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
© O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P639
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MILLING | Solid Carbide Endmills

SP210-RH4

4 Flutes, Corner Radius, with Double Helix and Long Shank

<

i — E S EmmEEE

T Lc
L
=gl ULl

I
Please refer to P201 for guidelines to icons

Order No. D Lc R L d Drawing No.  In Stock
SP210-RH4-04005 4 11 0.5 75 4 1 L]
SP210-RH4-06005 6 16 0.5 75 6 1 ([ ]
SP210-RH4-06010 6 16 1 75 6 1 o
SP210-RH4-08005 8 20 0.5 100 8 1 ([ ]
SP210-RH4-08005A 8 20 0.5 75 8 1 ([ ]
SP210-RH4-08010 8 20 1 100 8 1 o
SP210-RH4-08010A 8 20 1 75 8 1 [ ]
SP210-RH4-10005 10 25 0.5 100 10 1 [ ]
SP210-RH4-10010 10 25 1 100 10 1 [ ]
SP210-RH4-10020 10 25 2 100 10 1 O
SP210-RH4-12005 12 30 0.5 100 12 1 ®
SP210-RH4-12010 12 30 1 100 12 1 ®
SP210-RH4-12030 12 30 3 100 12 1 ®

@Stock OAvailable Upon Order D Tolerance
D<12 -?).oz
D>12 03
Unit (mm)
Workpiece Material
P Mm 4 N
1234 5 123 123 123 4 5
CaArllloon Steel/ Alloy Steel . . .
oy Steel (<48HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
© © @) ©

© Most Suitable () Suitable

Recommended Cutting Data 3 P639
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SP210-B2

2 Flutes, Ballnose

Solid Carbide Endmills

[ MILLING

vT 7\ Figl
] Lc
B @
g - = < @[~ e
. ho Heln] Balinose
Please refer to P201 for guidelines to icons
Order No. D R Lc L d Dra'l\lv(\;i.ng In Stock
SP210-B2-01002 1 0.5 2 50 4 1 [ ]
SP210-B2-61002 1 0.5 2 50 6 1 [ ]
SP210-B2-01503 1.5 0.75 3 50 4 1 [ J
SP210-B2-61503 1.5 0.75 3 50 6 1 @)
SP210-B2-02004 1 4 50 4 1 [ ]
SP210-B2-62004 1 4 50 6 1 [
SP210-B2-02505 2.5 1.25 5 50 4 1 [ ]
SP210-B2-03006 15 6 50 4 1 ([ ]
SP210-B2-63006 3 15 6 50 6 1 o
SP210-B2-03506 3.5 1.75 6 50 4 1 ([ ]
SP210-B2-04008 4 2 8 50 4 2 ([ ]
SP210-B2-64008 4 2 8 50 6 1 O
SP210-B2-05010 5 2.5 10 50 6 1 ([ ]
SP210-B2-06012 6 3 12 50 6 2 ([ ]
SP210-B2-06012A 6 3 12 60 6 2 [ ]
SP210-B2-08014 8 4 14 60 8 2 ([ ]
SP210-B2-10018 10 5 18 75 10 2 [ ]
SP210-B2-11020 11 5.5 20 75 12 1 [ ]
SP210-B2-12022 12 6 22 75 12 2 [ ]
@Stock OAvailable Upon Order R Tolerance
R<L5 oo
Ls<r<s | 0o
R>3 o
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Carbon Steel/ Alloy Steel . . .
Alloy Steel (<48HRC) Stainless Steel CastIron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC)
(©) ©) O O

© Most Suitable () Suitable

Recommended Cutting Data % P640
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MILLING | Solid Carbide Endmills

SP210-BH2

2 Flutes Ballnose, with Long Shank Length

- o ¢
-UL - ! - OI Figl
Lc
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P g2
e == = @[] L na
Lc it m Ballnose
L Please refer to P201 for guidelines to icons
Order No. D R Lc L d Dr?\l\/\(;mg In Stock
SP210-BH2-61002 1 0.5 2 75 6 1 O
SP210-BH2-61503 1.5 0.75 3 75 6 1 ()
SP210-BH2-02004 2 1 4 75 4 1 O
SP210-BH2-62004 2 1 4 75 6 1 [}
SP210-BH2-63006 3 15 6 75 6 1 [
SP210-BH2-04008 4 2 8 75 4 2 [}
SP210-BH2-04008A 4 2 8 100 4 2 O
SP210-BH2-64008 4 2 8 75 6 1 ()
SP210-BH2-06012 6 3 12 75 6 2 [}
SP210-BH2-06012A 6 3 12 100 6 2 [}
SP210-BH2-08014 8 4 14 75 8 2 [}
SP210-BH2-08014A 8 4 14 100 8 2 [}
SP210-BH2-10018 10 5 18 100 10 2 [J
SP210-BH2-12022 12 6 22 100 12 2 ()
@Stock OAvailable Upon Order R Tolerance
0
RSL5 -0.01
0
15<R<3 0,015
0
R>3 0,02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel Y Stainless Steel Cast Iron Aluminum Alloy  Copper Alloy Graphite
(<48HRC)
(<35HRC)
O © O @)

© Most Suitable () Suitable

Recommended Cutting Data * P640
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PP300-C2

2 Flutes, Standard Length, Square (Tip Chamfer)

Dt Figl

Solid Carbide Endmills

[ MILLING

<
Ulf — jI Fig2
b AN ACISIN m
Lc Z o m Chamfer I% EE
L Please refer to P201 for guidelines to icons
Order No. D Lc C L d Drilv;mg In Stock
PP300-C2-02002 2 0.02 50 4 1 °
PP300-C2-02503 2.5 0.03 50 4 1 O
PP300-C2-03003 3 0.03 50 4 1 ®
PP300-C2-04004 4 11 0.04 50 4 2 ®
PP300-C2-05005 5 13 0.05 50 6 1 [ ]
PP300-C2-06006 6 16 0.06 50 6 2 O
PP300-C2-08008 8 20 0.08 60 8 2 [
PP300-C2-10010 10 25 0.1 75 10 2 O
PP300-C2-12012 12 30 0.12 75 12 2 O
@Stock OAvailable Upon Order Tolerance
0
-0.02
0
-0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/
Alloy Steel . . .
Alloy Steel Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
@) © O O

©) Most Suitable

() Suitable

Recommended Cutting Data % P641
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MILLING | Solid Carbide Endmills

PP300-C3

3 Flutes, Square, with Variable Helix (Tip Chamfer)

Figl L[ NN N N

R BTOROH

M= o[-}~ UL [ui=

L Please refer to P201 for guidelines to icons
Order No. D Lc C L d Dr?\lv(\gi.ng In Stock
PP300-C3-63003 3 9 0.03 50 6 1 [ ]
PP300-C3-04004 4 11 0.04 50 4 2 O
PP300-C3-64004 4 11 0.04 50 6 1 ([ ]
PP300-C3-05005 5 13 0.05 50 6 1 O
PP300-C3-06006 6 16 0.06 50 6 2 L]
PP300-C3-06020 6 16 0.2 50 6 2 (@)
PP300-C3-08008 8 20 0.08 60 8 2 [ ]
PP300-C3-08020 8 20 0.2 60 8 2 O
PP300-C3-10010 10 25 0.1 75 10 2 [
PP300-C3-10030 10 25 0.3 75 10 2 O
PP300-C3-12012 12 30 0.12 75 12 2 O
PP300-C3-12030 12 30 0.3 75 12 2 O
PP300-C3-16015 16 36 0.15 100 16 2 [
PP300-C3-16040 16 36 0.4 100 16 2 O
PP300-C3-20015 20 45 0.15 100 20 2 (@)
PP300-C3-20050 20 45 0.5 100 20 2 (@)
@Stock OAvailable Upon Order D Tolerance

0
-0.02

0
-0.03

Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© O O @)

© Most Suitable () Suitable

Recommended Cutting Data ¥ P642
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Solid Carbide Endmills | MILLING

PP300-C4

4 Flutes, Square, Double Helix (Tip Chamfer)

of ¢
7 hssya

. Lc B
e ERESerEEE

L Please refer to P201 for guidelines to icons
Order No. D Lc C L d Dr;la\lv(\;i‘ng In Stock
PP300-C4-03003 3 0.03 50 4 1 o
PP300-C4-63003 3 0.03 50 6 1 ([ ]
PP300-C4-03013 3 0.13 50 4 1 o
PP300-C4-04004 4 11 0.04 50 4 2 ([ ]
PP300-C4-64004 4 11 0.04 50 6 1 ([ ]
PP300-C4-04018 4 11 0.18 50 4 2 ([ ]
PP300-C4-05005 5 13 0.05 50 6 1 [ ]
PP300-C4-05020 5 13 0.2 50 6 1 @)
PP300-C4-06006 6 16 0.06 50 6 2 [ J
PP300-C4-06020 6 16 0.2 50 6 2 (]
PP300-C4-08008 8 20 0.08 60 8 2 [ ]
PP300-C4-08020 8 20 0.2 60 8 2 (]
PP300-C4-10010 10 25 0.1 75 10 2 [ ]
PP300-C4-10030 10 25 0.3 75 10 2 [
PP300-C4-12012 12 30 0.12 75 12 2 ([ ]
PP300-C4-12030 12 30 0.3 75 12 2 ([ ]
PP300-C4-16015 16 36 0.15 100 16 2 ([ ]
PP300-C4-16040 16 36 0.4 100 16 2 O
PP300-C4-18040 18 45 0.4 100 18 2 o
PP300-C4-20015 20 45 0.15 100 20 2 (]
PP300-C4-20050 20 45 0.5 100 20 2 o
@Stock OAvailable Upon Order D Tolerance
p<12 S0
D>12 _8'03
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5

Carbon Steel/ Alloy Steel . . .

Alloy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy =~ Copper Alloy Graphite

(<35HRC)
O © O O

© Most Suitable (O Suitable
Recommended Cutting Data 3 P643
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MILLING | Solid Carbide Endmills

PP300-R4

4 Flutes, Corner Radius, with Double Helix

of S
o| | A ﬁ -aof Figl S <
Lc ‘7

T —==§q - s S MEE

L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Dr?\lv(\gi.ng In Stock
PP300-R4-03005 3 9 0.5 50 4 1 O
PP300-R4-04003 4 11 0.3 50 4 2 (@)
PP300-R4-04005 4 11 0.5 50 4 2 (
PP300-R4-04010 4 11 1 50 4 2 (@)
PP300-R4-05005 5 13 0.5 50 6 1 (]
PP300-R4-06005 6 16 0.5 50 6 2 ([ ]
PP300-R4-06010 6 16 1 50 6 2 [
PP300-R4-06020 6 16 2 50 6 2 O
PP300-R4-08005 8 20 0.5 60 8 2 [
PP300-R4-08010 8 20 1 60 8 2 [
PP300-R4-10005 10 25 0.5 75 10 2 [
PP300-R4-10010 10 25 1 75 10 2 [
PP300-R4-10015 10 25 1.5 75 10 2 O
PP300-R4-10020 10 25 2 75 10 2 O
PP300-R4-10030 10 25 3 75 10 2 (@)
@Stock OAvailable Upon Order D Tolerance
p<12 o
D>12 05
Unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5

Carbon Steel/ Alloy Steel . . .

Alloy Steel (<48HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite

(<35HRC)
© @ O O

© Most Suitable (O Suitable
Recommended Cutting Data 3% P643
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Solid Carbide Endmills | MILLING

PP300-R4

4 Flutes, Corner Radius, with Double Helix

E’K

'o[— A ﬁ S % Figl SN <
L [uS

i - Fig2
U] Dl : 4‘ AICTSiN
hé
Lc

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Dr?\lwomg In Stock
PP300-R4-12005 12 30 0.5 75 12 2 [ ]
PP300-R4-12010 12 30 1 75 12 2 [ ]
PP300-R4-12015 12 30 15 75 12 2 [ ]
PP300-R4-12020 12 30 2 75 12 2 ([ ]
PP300-R4-12030 12 30 3 75 12 2 [
PP300-R4-16010 16 36 1 100 16 2 [
PP300-R4-16020 16 36 2 100 16 2 [
PP300-R4-16030 16 36 3 100 16 2 [
PP300-R4-20010 20 45 1 100 20 2 [
PP300-R4-20020 20 45 2 100 20 2 O
@Stock OAvailable Upon Order D Tolerance
0
D<12 0.02
0
D>12 0.03
Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥§HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© @) @) ©

© Most Suitable () Suitable

Recommended Cutting Data ¥ P643
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MILLING | Solid Carbide Endmills

PP300-SPEED-3D

4/5 Flutes, Square, with Variable Helix (Round Corner on Tip) (Trochoidal Milling Machining)

Figl

-
|
o ¢

Lc

S EcoRSErrE=E

'_

~
Lo ¢

L Please refer to P201 for guidelines to icons
Drawing In
Order No. D Z Lc R L d No. Stock
PP300-SPEED-3D-06020 4 20 0.1 57 6 1 ([ ]
PP300-SPEED-3D-08026 4 26 0.1 63 1 ([ ]
PP300-SPEED-3D-10032 10 5 32 0.1 72 10 2 ([ ]
PP300-SPEED-3D-12038 12 5 38 0.12 83 12 2 ([ ]
PP300-SPEED-3D-14044 14 5 44 0.15 100 14 2 (©]
PP300-SPEED-3D-16052 16 5 52 0.15 115 16 2 ([ ]
PP300-SPEED-3D-20062 20 5 62 0.2 131 20 2 [ J
@Stock OAvailable Upon Order D Tolerance
D<10 o
0
D>10 0.05
Unit (mm)

Workpiece Material

P m I3 N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© @) O @)

© Most Suitable () Suitable

Recommended Cutting Data ¥ P644
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PP300-SPEED-3DN

4/5 Flutes, Square, with Variable Helix (Round Corner on Tip) (Trochoidal Milling Machining)

<
— 9 E Figl
‘ Lc

L1

Lo

Solid Carbide Endmills

[ MILLING

.C,I B 7| N a| Fig2 P 45° .
e R o i = B L (S () [
LT L Please refer to P201 for guidelines to icons
Drawing In
Order No. D Z Lc R L1 d2 L d No. Stock
PP300-SPEED-3DN-06020 4 20 0.1 32 5.8 75 1 °
PP300-SPEED-3DN-08026 8 4 26 0.1 42 7.8 85 1 o
PP300-SPEED-3DN-10032 10 5 32 0.1 52 9.8 100 10 2 °
PP300-SPEED-3DN-12038 12 5 38 0.12 62 11.8 110 12 2 °
PP300-SPEED-3DN-14044 14 5 44 0.15 72 13.8 125 14 2 O
PP300-SPEED-3DN-16052 16 5 52 0.15 82 15.7 140 16 2 (J
PP300-SPEED-3DN-20062 20 5 62 0.2 102 19.7 165 20 2 O
@Stock OAvailable Upon Order D Tolerance
0
D>10 0,05
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/
Alloy Steel . . .
Alloy Steel Stainless Steel Cast Iron Aluminum Alloy = Copper Alloy Graphite
(<48HRC)
(<35HRC)
@) © O @)

© Most Suitable () Suitable

Recommended Cutting Data % P644
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MILLING | Solid Carbide Endmills

PP300-SPEED-5D

4/5 Flutes, Square, with Variable Helix (Round Corner on Tip) (Trochoidal Milling Machining)

<
‘UI B — E Figl

Lc

,_

o [

0| Fig2
: R L s s L (1 (0 3
L Please refer to P201 for guidelines to icons
Order No. D z Lc R L d |Drawing | In
PP300-SPEED-5D-06032 4 32 0.1 75 1 [ J
PP300-SPEED-5D-08042 4 42 0.1 85 1 [ J
PP300-SPEED-5D-10052 10 5 52 0.1 100 10 2 ®
PP300-SPEED-5D-12062 12 5 62 0.12 110 12 2 (]
PP300-SPEED-5D-14072 14 5 72 0.15 125 14 2 [ ]
PP300-SPEED-5D-16082 16 5 82 0.15 140 16 2 (]
PP300-SPEED-5D-200102 20 5 102 0.2 165 20 2 [ J
@Stock OAvailable Upon Order D Tolerance

D<10 o
D>10 30

Unit (mm)

Workpiece Material

P m [ N

1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel (<4¥3HRC) Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<35HRC) =
© @) O @)

© Most Suitable () Suitable

Recommended Cutting Data * P644
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Solid Carbide Endmills | MILLING

UPN210-54

4 Flutes, Square, with Roughing Geometry

1{ — -+ - o Figl
— e o

— : Fig2 m o
e h6 : ‘ Helix" | Chamfer

Please refer to P201 for guidelines to icons

D

Order No. D Lc C L d Dr?\lv(\;lng In Stock
UPN210-54-06016 6 16 0.2 50 6 2 (]
UPN210-54-08020 8 20 0.2 60 8 2 [ ]
UPN210-54-10025 10 25 0.3 75 10 2 (]
UPN210-54-12030 12 30 0.3 75 12 2 [ ]
UPN210-54-16036 16 36 0.4 100 16 2 ([ ]
UPN210-54-20045 20 45 0.5 100 20 2 [ ]

@Stock OAvailable Upon Order D Tolerance
0
D<6 0.03
6<p<10 O
0
D>10 0,05
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/
Alloy Steel . . .
Alloy Steel Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
O O O O O O

© Most Suitable () Suitable

Recommended Cutting Data ¥ P646
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MILLING | Solid Carbide Endmills

UPR210-S4

4 Flutes, Square, with Roughing Geometry

,{ ,

L SHANK ALCISIN m

Please refer to P201 for guidelines to icons

Order No. D Lc C L d Dr?\lv(\;mg In Stock
UPR210-S4-06016 6 16 0.2 50 2 [
UPR210-S4-08020 8 20 0.2 60 8 2 [
UPR210-S4-10025 10 25 0.3 75 10 2 [ ]
UPR210-54-12030 12 30 0.3 75 12 2 [
UPR210-S4-14034 14 34 0.3 100 14 2 O
UPR210-S4-16036 16 36 0.4 100 16 2 [
UPR210-S4-20045 20 45 0.5 100 20 2 [

@Stock OAvailable Upon Order D e —
0
D<6 0,03
0
6<D<10 0,04
0
D>10 0,05
Unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel/ Allov Steel
Alloy Steel y Stainless Steel Cast Iron Aluminum Alloy ~ Copper Alloy Graphite
(<48HRC)
(<35HRC)
© O O @) O O

© Most Suitable () Suitable

Recommended Cutting Data ¥ P645
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UPR300-53/54

3/4 Flutes, Square, with Roughing Geometry

°

Lc

C

Figl

Solid Carbide Endmills | MILLING

O @O 10*C 032D

a1 T1111Tr

) r ' ~L.20°
Fig2 3 FARLY AICISIN
h6 ‘ ‘ Helix Chamfer

Please refer to P201 for guidelines to icons

Drawing

Order No. D z Lc C L d No In Stock
UPR300-S3-06016 6 3 16 0.2 50 1 ([ ]
UPR300-S3-08020 8 3 20 0.2 60 1 ([ ]
UPR300-S4-10025 10 4 25 0.3 75 10 2 [ ]
UPR300-S4-12030 12 4 30 0.3 75 12 2 [ J
UPR300-54-16036 16 4 36 0.4 100 16 2 @)
UPR300-54-20045 20 4 45 0.5 100 20 2 [

@Stock OAvailable Upon Order D e —

0

p<6 -0.03

6<D<10 O,
0

D>10 0,05

Unit (mm)
Workpiece Material
1234 5 123 123 1 23
Carbon Steel/Alloy Alloy Steel Stainless Steel Cast Iron Hardness Steel Hardness Steel
Steel (<35HRC) (<48HRC) (45-55HRC) (>55HRC)
© @) ) © o

© Most Suitable () Suitable

Recommended Cutting Data 3 P647
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MILLING | Solid Carbide Endmills

US200-S2

2 Flutes, Standard Length, Square

:OQ\R
P s

Figl

L

= =@ |
Le il [ >
L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
US200-52-00501 0.5 1 50 4 1 ®
US200-5S2-00802 0.8 2 50 4 1 ®
US200-52-01003 1 3 50 4 1 ®
US200-S2-01504 13 4 50 4 1 ®
US200-52-02006 2 6 50 4 1 ®
US200-52-02508 25 8 50 4 1 ®
US200-52-63008 8 50 6 1 ®
US200-52-03009 3 ) 50 4 1 (]
US200-52-03510 3.5 10 50 4 1 ®
US200-S2-04011 4 11 50 4 2 ®
US200-S2-64011 4 11 50 6 1 ®
US200-S2-05013 5 13 50 6 1 ®
US200-52-06016 6 16 50 6 2 ®
US200-S2-08020 8 20 60 8 2 ®
US200-S2-10025 10 25 75 10 2 ®
US200-S2-12030 12 30 75 12 2 ®
US200-5S2-16036 16 36 100 16 2 ®
US200-S2-20045 20 45 100 20 2 ®
@Stock OAvailable Upon Order D Tolerance
D<12 _3'02
D>12 03
Unit (mm)

Workpiece Material

M

1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy

O

O

o

©

I}

(@]

© Most Suitable () Suitable

Recommended Cutting Data * P649
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US200-5S54

4 Flutes, Stub Length, Square

\EEK

:ﬂi J

Solid Carbide Endmills |

MILLING

j Figl
‘ Lc
L
= =/} UL
=3 =1
L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
US200-SS4-02004 2 4 50 4 1 ®
US200-SS4-03004 3 4 50 4 1 ®
US200-SS4-04006 4 6 50 4 2 [ ]
US200-SS4-06009 6 9 50 6 2 [ ]
US200-SS4-08010 8 10 60 8 2 )
US200-SS4-10012 10 12 75 10 2 ®
US200-SS4-12016 12 16 75 12 2 ()
US200-SS4-14020 14 20 75 14 2 [
US200-SS4-16024 16 24 100 16 2 ()
US200-SS4-18027 18 27 100 18 2 [
US200-SS4-20030 20 30 100 20 2 O
@Stock OAvailable Upon Order D e ——
p<12 oo
D>12 00
Unit (mm)

Workpiece Material

M

1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy

O

O

©

O

D

© Most Suitable () Suitable

Recommended Cutting Data 3 P650
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MILLING | Solid Carbide Endmills

US200-54

4 Flutes, Standard Length, Square

of
vlﬂi - ‘4|§§‘H Figl

L

pe—— = UL

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No. In Stock
US200-S4-01003 1 3 50 4 1 )
US200-S4-01504 15 4 50 4 1 ([ ]
US200-S4-01505 15 5 50 4 1 ([ ]
US200-5S4-02006 2 6 50 4 1 )
US200-54-02508 2.5 8 50 4 1 °
US200-S4-63008 8 50 6 1 )
US200-54-03009 3 9 50 4 1 °
US200-S4-03510 3.5 10 50 4 1 )
US200-S4-04011 4 11 50 4 2 o
US200-S4-64011 4 11 50 6 1 )
US200-54-05013 5 13 50 6 1 )
US200-S4-06016 6 16 50 6 2 )
US200-54-08020 8 20 60 8 2 )
US200-S4-10025 10 25 75 10 2 )
US200-S4-12030 12 30 75 12 2 )
US200-S4-13032 13 32 100 14 1 @)
US200-S4-14040 14 40 100 14 2 )
US200-S4-16036 16 36 100 16 2 )
US200-S4-20045 20 45 100 20 2 )
US200-S4-22050 22 50 119 22 2 ©)
@Stock OAvailable Upon Order D Tolerance
0
bs12 -0.02
0
D>12 0,03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel CastIron Alloy Titanium Alloy
@) @) (@) O @) @)

© Most Suitable

() Suitable

Recommended Cutting Data * P650
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US200-SN4

4 Flutes, Square with Long Neck

Solid Carbide Endmills |

MILLING
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L Please refer to P201 for guidelines to icons
Order No. D Lc d2 L1 L d Dr?\lv(\;lng In Stock

US200-SN4-02008 2 4 1.95 8 50 4 1 )

US200-SN4-04012 4 8 3.85 12 50 4 2 [

US200-SN4-06018 6 13 5.8 18 50 6 2 °

US200-SN4-08025 8 19 7.5 25 60 8 2 [}

US200-SN4-10032 10 22 9.5 32 75 10 2 °

US200-SN4-12034 12 24 11 34 75 12 2 [

US200-SN4-16036 16 26 15 36 100 16 2 @)

US200-SN4-20040 20 28 19 40 100 20 2 O

@Stock OAvailable Upon Order
D Tolerance
0
D<12 0.02
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy

O

O

©

O

D

© Most Suitable () Suitable

Recommended Cutting Data 3 P650
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MILLING | Solid Carbide Endmills

US200-R2

2 Flutes, Corner Radius

of &
°] -~ ol H

- Li’ % Fig2
= CrmsSaMm

L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Drawing No.  In Stock
US200-R2-03003 3 0.3 50 4 1 [
US200-R2-03005 3 0.5 50 4 1 O
US200-R2-04002 4 11 0.2 50 4 2 [
US200-R2-04003 4 11 0.3 50 4 2 [
US200-R2-64005 4 11 0.5 50 6 1 °
US200-R2-05003 5 13 0.3 50 6 1 ®
US200-R2-05005 5 13 0.5 50 6 1 ®
US200-R2-06002 6 16 0.2 50 6 2 ®
US200-R2-06003 6 16 0.3 50 6 2 [
US200-R2-08005 8 20 0.5 60 8 2 ®
US200-R2-10005 10 25 0.5 75 10 2 O
US200-R2-10010 10 25 1 75 10 2 @)
US200-R2-10015 10 25 1.5 75 10 2 ®
US200-R2-16005 16 36 0.5 100 16 2 ®
@Stock OAvailable Upon Order D Tolerance
bs12 -g.oz
0
D>12 0,03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
O @) (@) @) @) @)

© Most Suitable () Suitable

Recommended Cutting Data 3 P649
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US200-R3

3 Flutes, Corner Radius

Solid Carbide Endmills |

MILLING
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- . Fig2
- el [ ] UL [
Le hé
L ‘ Please refer to P201 for guidelines to icons
Order No. D Lc R L d Drawing No.  In Stock
US200-R3-02002 2 6 0.2 50 4 1 [
US200-R3-04002 4 11 0.2 50 4 2 ()
US200-R3-04005 4 11 0.5 50 4 2 [
US200-R3-06002 6 16 0.2 50 6 2 )
US200-R3-06005 6 16 0.5 50 6 2 [
US200-R3-08005 8 20 0.5 60 8 2 )
US200-R3-08010 8 20 1 60 8 2 °
US200-R3-10010 10 25 75 10 2 )
US200-R3-10020 10 25 2 75 10 2 @)
US200-R3-12005 12 30 0.5 75 12 2 )
US200-R3-12010 12 30 1 75 12 2 )
US200-R3-12015 12 30 1.5 75 12 2 @)
US200-R3-16005 16 36 0.5 100 16 2 )
US200-R3-16010 16 36 100 16 2 O
US200-R3-16020 16 36 2 100 16 2 O
US200-R3-20005 20 45 0.5 100 20 2 [
US200-R3-20040 20 45 4 100 20 2 O
@Stock OAvailable Upon Order D Tolerance
0
D<12 0.02
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
@) @) O @) @) @)

© Most Suitable () Suitable

Recommended Cutting Data % P649
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MILLING | Solid Carbide Endmills

US200-R4

4 Flutes, Corner Radius

Bl 2
e s
Lc )
L
«
I Fig2 )
e =Rl UL o
LL_C» he l Helix
L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Drawing No.  In Stock
US200-R4-02002 2 0.2 50 4 1 ®
US200-R4-03003 3 0.3 50 4 1 ®
US200-R4-03005 3 0.5 50 4 1 [ ]
US200-R4-64002 4 11 0.2 50 6 1 ()
US200-R4-64003 4 11 0.3 50 6 1 ®
US200-R4-04003 4 11 0.3 50 4 2 )
US200-R4-04005 4 11 0.5 50 4 2 [
US200-R4-04010 4 11 1 50 4 2 O
US200-R4-05005 5 13 0.5 50 6 1 [
US200-R4-06005 6 16 0.5 50 6 2 )
US200-R4-08002 8 20 0.2 60 8 2 )
US200-R4-08005 8 20 0.5 60 8 2 ®
US200-R4-08010 8 20 1 60 8 2 ®
US200-R4-10005 10 25 0.5 75 10 2 ®
US200-R4-10010 10 25 1 75 10 2 [
US200-R4-12005 12 30 0.5 75 12 2 ()
US200-R4-12010 12 30 1 75 12 2 ®
US200-R4-12020 12 30 2 75 12 2 [
US200-R4-16010 16 36 1 100 16 2 ®
US200-R4-20010 20 45 1 100 20 2 ®
@Stock OAvailable Upon Order D Tolerance
p<12 20
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature o
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
@) @) (@) ) @) )

© Most Suitable () Suitable

Recommended Cutting Data % P650
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US200-B2

2 Flutes, Ballnose

Solid Carbide Endmills |

MILLING

ol R
S TR W
T ‘ Lc
L
Y
o e G —p g
1 TiAIN
: < @) 2] \ e
L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Drawing No.  In Stock
US200-B2-01002 1 2 0.5 50 4 1 [
US200-B2-01503 1.5 3 0.75 50 4 1 ()
US200-B2-02004 2 4 1 50 4 1 [
US200-B2-03006 3 6 1.5 50 4 1 ()
US200-B2-63006 3 6 1.5 50 6 1 ()
US200-B2-04008 4 8 50 4 2 )
US200-B2-64008 4 8 2 50 6 1 )
US200-B2-05010 5 10 2.5 50 6 1 )
US200-B2-06012 6 12 3 50 6 2 )
US200-B2-08014 8 14 4 60 8 2 )
US200-B2-10018 10 18 5 75 10 2 )
US200-B2-12022 12 22 6 75 12 2 )
US200-B2-16026 16 26 8 100 16 2 @)
@Stock OAvailable Upon Order R e
R<3 +0.015
R>3 +0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature o
Steel (<35HRC) (<48HRC) Stainless Steel CastIron Alloy Titanium Alloy
O O @) O O @)

© Most Suitable

() Suitable

Recommended Cutting Data 3 P650
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MILLING | Solid Carbide Endmills

US200-B4

4 Flutes, Ballnose

of R
kN R S
1 | .
L
R
= =1 U
‘ Lo i l Helix™ | Ballnose
L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Drawing No.  In Stock
US200-B4-01002 1 2 0.5 50 4 1 [ ]
US200-B4-01503 1.5 B 0.75 50 4 1 ([ ]
US200-B4-02004 2 4 1 50 4 1 (]
US200-B4-03006 B 6 1.5 50 4 1 (]
US200-B4-63006 3 6 1.5 50 6 1 O
US200-B4-04008 4 8 2 50 4 2 (]
US200-B4-05010 5 10 2.5 50 6 1 (]
US200-B4-06012 6 12 3 50 6 2 [ J
US200-B4-08014 8 14 4 60 8 2 [}
US200-B4-10018 10 18 5 75 10 2 [ J
US200-B4-12022 12 22 6 75 12 2 L]
US200-B4-16026 16 26 8 100 16 2 (]
US200-B4-20038 20 38 10 100 20 2 [
@Stock OAvailable Upon Order R T ——
R<3 +0.015
R>3 +0.02
Unit (mm)
Workpiece Material
P M K S|
1234 5 123 123 123 4

Carbon Steel/Alloy Alloy Steel
Steel (<35HRC) (<48HRC)

High-temperature

Alloy Titanium Alloy

Stainless Steel Cast Iron

(@) (©) O ©] (@) O

© Most Suitable () Suitable

Recommended Cutting Data ¥ P650
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US260-52/5S52

2 Flutes, Standard Length/Stub Length, Square

Solid Carbide Endmills | MILLING

S ST - o ———
‘ Lc
L
=@ HL [y
Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No.  In Stock
US260-52-00501 0.5 1 50 1 [
US260-52-00802 0.8 2 50 1 ®
US260-S2-00801 0.8 50 1 ([ ]
@Stock OAvailable Upon Order D Tolerance
0
D<12 0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
O O © O @] O

© Most Suitable () Suitable

Recommended Cutting Data ¥ P651

GESAC __ 339



MILLING | Solid Carbide Endmills

US260-SS4A

4 Flutes, Stub Length, Square (General Machining)

Bl
e =g —

L

"Lﬂi 7 *%Dl Fig2 E TIAIN gﬂm

Lc

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No.  In Stock
US260-SS4A-01002 1 2 50 4 1 [}
US260-SS4A-01502 1.5 2.5 50 4 1 (]
US260-SS4A-01503 1.5 3 50 4 1 (]
US260-SS4A-02004 2 4 50 4 1 [}
US260-SS4A-03003 3 3 50 4 1 [}
US260-SS4A-03006 3 6 50 4 1 [}
US260-SS4A-04006 4 6 50 4 2 °
US260-SS4A-06006 6 6 50 6 2 [}
US260-SS4A-06010 6 10 50 6 2 [}
US260-SS4A-08015 8 15 60 8 2 [}
US260-SS4A-10015 10 15 50 10 2 °
US260-SS4A-12015 12 15 50 12 2 (]
US260-SS4A-16024 16 24 100 16 2 (]
US260-SS4A-20030 20 30 100 20 2 [}
@Stock OAvailable Upon Order D TolEmne

0
-0.02

0

D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
O O O O o o

© Most Suitable () Suitable

Recommended Cutting Data ¥ P651
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US260-SS4B

4 Flutes, Stub Length, Square (Finishing)

L

|

Eema~ G

L

e

of
UL{Ii . \4@3 Figl

Fig2

Solid Carbide Endmills | MILLING

= L

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No.  In Stock
US260-SS4B-01002 1 2 50 4 1 ([ ]
US260-SS4B -01503 1.5 3 50 4 1 ([ ]
US260-SS4B -02004 2 4 50 4 1 [ ]
US260-SS4B -03003 3 3 50 4 1 ([ ]
US260-SS4B -04006 4 6 50 4 2 ([ ]
US260-SS4B -05006 5 6 50 6 1 ([ ]
US260-SS4B -06006 6 6 50 6 2 ([ ]

@Stock OAvailable Upon Order D e —
D<12 -
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature -
Steel (<35HRC) (<48HRC) Stainless Steel CastIron Alloy Titanium Alloy
O O O O O O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P651
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MILLING | Solid Carbide Endmills

US260-S4A

4 Flutes, Standard Length, Square (General Machining)

_— vﬁ?fk

e =4 = r———SeN

L

Tl - §| " =2 L L [

L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No.  In Stock
US260-S4A-01003 1 3 50 4 1 [ ]
US260-S4A-01504 1.5 4 50 4 1 [ ]
US260-S4A-01505 1.5 5 50 4 1 [ ]
US260-S4A-01506 15 6 50 4 1 (]
US260-S4A-02006 2 6 50 4 1 ®
US260-S4A-02508 2.5 8 50 4 1 (]
US260-S4A-03009 3 9 50 4 1 ®
US260-S4A-04011 4 11 50 4 2 (]
US260-S4A-05013 5 13 50 6 1 ®
US260-S4A-06016 6 16 50 6 2 (]
US260-S4A-08020 8 20 60 8 2 ®
US260-S4A-10025 10 25 75 10 2 ([ ]
US260-S4A-10030 10 30 75 10 2 [ ]
US260-S4A-12030 12 30 75 12 2 ([ ]
US260-S4A-16036 16 36 100 16 2 [ ]
US260-S4A-20045 20 45 100 20 2 ([ ]
@Stock OAvailable Upon Order D Tolerance

0
-0.02

0

D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
O @) O O o o

© Most Suitable () Suitable

Recommended Cutting Data % P651
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US260-54B

4 Flutes, Standard Length (Finishing)

 E——

L

o
‘ Lc o

L

| ~ NS

.

Figl

Fig2

Solid Carbide Endmills |

MILLING

=R L

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No.  In Stock
US260-S4B-01003 1 50 4 1 ([ ]
US260-S4B -01203 1.2 50 4 1 ([ ]
US260-S4B -01503 1.5 3.5 50 4 1 [ ]
US260-S4B -01504 1.5 4 50 4 1 ([ ]
US260-S4B -02006 2 50 4 1 ([ ]
US260-S4B -03009 3 50 4 1 ([ ]
US260-S4B -04011 4 11 50 4 2 ([ ]
US260-S4B -06016 6 16 50 6 2 ([ ]

@Stock OAvailable Upon Order D Telemmns
0
D<12 0.02
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature -

Steel (<35HRC) (<48HRC) Stainless Steel CastIron Alloy Titanium Alloy

O O @) O O O

© Most Suitable

() Suitable

Recommended Cutting Data ¥ P651
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MILLING | Solid Carbide Endmills

US260-RS4

4 Short Flutes, Corner Radius

_ B s
e | — N
1 L g —
t S
. R
H+— — s Fig2
& 31 =R L L
Lc e l‘ m
L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Drawing No.  In Stock
US260-RS4-01001 1 2 0.1 50 4 1 °
US260-RS4-04001 4 5 0.1 50 4 2 ®
US260-RS4-04002 4 5 0.2 50 4 2 ([ ]
US260-RS4-05001 5 6 0.1 50 6 1 [
US260-RS4-06001 6 8 0.1 50 6 2 °
US260-RS4-06002 6 8 0.2 50 6 2 [
US260-RS4-06003 6 8 0.3 50 6 2 @)
US260-RS4-06005 6 8 0.5 50 6 2 [
US260-RS4-08002 8 15 0.2 60 8 2 o
US260-RS4-08005 8 15 0.5 60 8 2 [
US260-RS4-10002 10 15 0.2 50 10 2 )
US260-RS4-10005 10 15 0.5 50 10 2 ®
US260-RS4-12010 12 15 1 75 12 2 ®
US260-RS4-16010 16 24 1 100 16 2 ®
US260-RS4-20010 20 30 1 100 20 2 °
@Stock OAvailable Upon Order D Tolerance
0
D<12 0.02
0
D>12 0.03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Castlron Alloy Titanium Alloy
O O © O O O

© Most Suitable () Suitable

Recommended Cutting Data ¥ P652
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US260-R4

4 Flutes, Corner Radius

of ?
Sl

Solid Carbide Endmills |

MILLING

Figl _’@
] |
==
-cT«[Ii — DI Fig2 P ‘ .
1 ot AR TiAIN
Lc e L‘ m
L Please refer to P201 for guidelines to icons
Order No. D Lc R L d Drawing No.  In Stock
US260-R4-01501 1.5 5 0.1 50 4 1 [
US260-R4-02001 2 6 0.1 50 4 1 )
US260-R4-02002 2 6 0.2 50 4 1 [
US260-R4-03001 3 9 0.1 50 4 1 )
US260-R4-63001 3 9 0.1 50 6 1 [
US260-R4-03002 3 9 0.2 50 4 1 )
US260-R4-63002 3 9 0.2 50 6 1 [
US260-R4-03003 3 9 0.3 50 4 1 )
US260-R4-63003 3 9 0.3 50 6 1 )
US260-R4-04001 4 11 0.1 50 4 2 [ J
US260-R4-04002 4 11 0.2 50 4 2 )
US260-R4-04010 4 11 1 50 4 2 O
US260-R4-06001 6 16 0.1 50 6 2 )
US260-R4-06002 6 12 0.2 50 6 2 ®
US260-R4-06005 6 16 0.5 50 6 2 ®
@Stock OAvailable Upon Order D TelEEnG
0
D<12 0.02
0
D>12 0,03
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature -
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
O O © O O O

© Most Suitable

() Suitable

Recommended Cutting Data 3 P652
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MILLING | Solid Carbide Endmills

US260-R4

4 Flutes, Corner Radius

of @
| e

!1

L

@
vlﬂi — @Ej Fig2 Egﬂm

L Please refer to P201 for guidelines to icons
Continued
Order No. D Lc R L d Drawing No.  In Stock
US260-R4-06010 6 16 1 50 2 @)
US260-R4-08005 8 20 0.5 60 2 °
US260-R4-08010 8 20 1 60 2 °
US260-R4-10005 10 25 0.5 75 10 2 °
US260-R4-10010 10 25 1 75 10 2 °
US260-R4-12005 12 30 0.5 75 12 2 °
US260-R4-12010 12 30 1 75 12 2 °
US260-R4-12020 12 30 2 75 12 2 @)
US260-R4-12030 12 30 3 75 12 2 °
US260-R4-16010 16 36 1 100 16 2 @)
US260-R4-16020 16 36 2 100 16 2 °
US260-R4-16030 16 36 3 100 16 2 )
US260-R4-20010 20 45 1 100 20 2 °
US260-R4-20020 20 45 2 100 20 2 O
US260-R4-20030 20 45 3 100 20 2 ®
@Stock OAvailable Upon Order D el @
D<12 _8_02
D>12 803
Unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy

© Most Suitable () Suitable

Recommended Cutting Data ¥ P652
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$5600-554

4 Flutes, Stub Length, Square

Solid Carbide Endmills |

MILLING

=l -E ULl

Please refer to P201 for guidelines to icons

Order No. D Lc L d Drawing No.  In Stock
S$S600-SS4-02003 2 3 38 3 1 o
SS600-SS4-02004 2 4 50 4 1 °
SS600-SS4-03006 3 6 50 4 1 [ ]
S$S600-SS4-04006 4 6 50 4 2 ®
S$S600-SS4-06006 6 6 50 6 2 ®
SS600-SS4-06010 6 10 50 6 2 °
S$S600-SS4-08015 8 15 60 8 2 [
SS600-SS4-10015 10 15 60 10 2 [
SS600-SS4-12016 12 16 75 12 2 )
SS600-SS4-16022 16 22 92 16 2 °
S$S600-SS4-20026 20 26 100 20 2 [

@Stock OAvailable Upon Order D Tolerance
0
D<6 0.02
e<p<12 | O o
0
D>12 0.04
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature -
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
© © © O ©

© Most Suitable () Suitable

Recommended Cutting Data ¥ P653
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MILLING | Solid Carbide Endmills

$5600-54

4 Flutes, Standard Length, Square

of
e ==ya =

|
L

S E— D

=CE=Enm

L LL; Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No.  In Stock
SS600-S4-01003 1 3 38 3 1 o)
SS600-S4-01003A 1 3 50 4 1 ®
SS600-S4-01506 1.5 6 38 3 1 O
SS600-S4-01506A 1.5 6 50 4 1 °
S$S600-54-02006 2 6 50 4 1 °
SS600-54-02506 2.5 6 50 4 1 °
SS600-5S4-03009 3 9 50 4 1 °
SS600-S4-63009 3 9 50 6 1 °
SS600-S4-04011 4 11 50 4 2 °
SS600-S4-64011 4 11 50 6 1 )
SS600-S4-04014 4 14 50 4 2 @)
SS600-S4-04511 4.5 11 50 6 1 @)
SS600-S4-05013 5 13 50 6 1 °
SS600-54-05513 55 13 50 6 1 O
SS600-S4-06016 16 50 6 2 °
SS600-S4-08020 20 60 8 2 )
SS600-S4-10025 10 25 75 10 2 °
SS600-S4-12026 12 26 83 12 2 )
SS600-S4-14026 14 26 83 14 2 o)
SS600-S4-16032 16 32 92 16 2 ®
S$S600-S4-20038 20 38 100 20 2 ®
@Stock OAvailable Upon Order D Tolerance
b<6é 202
e<p<12 O
Unit (mm)
Workpiece Material
P M K H
1234 5 123 123 123 4
Cz:grtt;c;[\ (ig%el_ll/gg)o y '(Aii)gﬁtsce)l Stainless Steel Cast Iron High-tiri?g;ratu re Titanium Alloy
) © ©) o o O

©) Most Suitable (O Suitable

Recommended Cutting Data ¥ P653
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$S600-SH4

4 Flutes, Long Shank Length

o
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L

e
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Solid Carbide Endmills |

MILLING

=l -E ULl

Lc
L Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No.  In Stock
SS600-SH4-62007 2 60 6 1 O
SS600-SH4-63008 3 60 6 1 O
SS600-SH4-04011 4 11 75 4 2 @)
SS600-SH4-05013 5 13 75 6 1 O
S$S600-SH4-05016 5 16 60 6 1 O
SS600-SH4-06016 6 16 75 6 2 ()
SS600-SH4-08020 8 20 75 8 2 )
SS600-SH4-08020A 8 20 100 8 2 O
SS600-SH4-10025 10 25 100 10 2 O
SS600-SH4-12026 12 26 100 12 2 O
SS600-SH4-12040 12 40 150 12 2 O
SS600-SH4-16050 16 50 120 16 2 O
SS600-SH4-16050A 16 50 150 16 2 O
SS600-SH4-20050 20 50 150 20 2 O
@Stock OAvailable Upon Order D Tolerance

0

p<6 -0.02

6<D<12 803
0

D>12 0.04

Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature N
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
© O O O O @)

© Most Suitable () Suitable

Recommended Cutting Data ¥ P653
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MILLING | Solid Carbide Endmills

$5600-S5

5 Flutes, Standard Length, Square

W Lc
L
<=l g S L [
hé
Please refer to P201 for guidelines to icons
Order No. D Lc L d Drawing No.  In Stock
S$S600-S5-06016 6 16 50 6 1 °
SS600-S5-06016A 6 16 75 6 1 O
SS600-S5-08020 8 20 60 8 1 [ ]
SS600-S5-08020A 8 20 75 8 1 O
S$S600-S5-10025 10 25 75 10 1 [
SS600-S5-10025A 10 25 100 10 1 O
SS600-S5-12026 12 26 83 12 1 [
SS600-S5-12026A 12 26 100 12 1 O
S$S600-S5-16032 16 32 92 16 1 [
S$S600-S5-16050 16 50 150 16 1 O
S$S600-S5-20038 20 38 100 20 1 )
S$S600-S5-20050 20 50 150 20 1 O
S$S600-S5-25050 25 50 125 25 1 °
S$S600-S5-25050A 25 50 150 25 1 O
@Stock OAvailable Upon Order D Tolerance
0
D<6 0.02
e<p<12 O o
0
p-12 -0.04
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature —
Steel (<35HRC) (<48HRC) Stainless Steel Castlron Alloy Titanium Alloy
©) ©) O o o ©

© Most Suitable () Suitable

Recommended Cutting Data * P654
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S$S600-RS4

4 Short Flutes, Corner Radius

Solid Carbide Endmills |

MILLING

Rt e A [ ]

Please refer to P201 for guidelines to icons

Order No. D R Lc L d Drawing No.  In Stock
SS600-RS4-02001 2 0.1 4 50 4 1 (]
SS600-RS4-04002 4 0.2 50 4 2 (]
SS600-RS4-06005 6 0.5 10 50 6 2 [ ]
SS600-RS4-08005 8 0.5 12 60 8 2 ([ ]
S$S600-RS4-10005 10 0.5 14 60 10 2 o
SS600-RS4-12010 12 1 16 75 12 2 ([ ]
SS600-RS4-16010 16 1 22 92 16 2 @)
SS600-RS4-20010 20 1 26 100 20 2 ([ ]

@Stock OAvailable Upon Order D Tolerance
0
b<é -0.02
e<o<iz ..
0
D>12 0,04
Unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature —
Steel (<35HRC) (<48HRC) Stainless Steel Cast Iron Alloy Titanium Alloy
(©) (©) ©) O O ©)

© Most Suitable () Suitable

Recommended Cutting Data % P653
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MILLING | Solid Carbide Endmills

S$S600-R4

4 Flutes, Corner Radius

of <
S — @ SN
] Lc h -

L

G
=3 ~ =gt [

L Please refer to P201 for guidelines to icons
Order No. D R Lc L d Drawing No.  In Stock
SS600-R4-02002 2 0.2 6 50 4 1 [ ]
SS600-R4-02005 2 0.5 6 50 4 1 (@)
S$S600-R4-03002 3 0.2 8 50 4 1 (@)
S$S600-R4-03003 3 0.3 8 50 4 1 [ ]
SS600-R4-03005 3 0.5 8 50 4 1 ([ ]
SS600-R4-04002 4 0.2 11 50 4 2 (@)
SS600-R4-04003 4 0.3 11 50 4 2 (@)
SS600-R4-04005 4 0.5 11 50 4 2 [ ]
SS600-R4-04010 4 1 11 50 4 2 (@)
SS600-R4-64005 4 0.5 11 50 6 1 [ ]
SS600-R4-05005 5 0.5 13 50 6 1 ([ ]
SS600-R4-06002 6 0.2 16 50 6 2 (@)
SS600-R4-06005 6 0.5 16 50 6 2 ([ ]
SS600-R4-06010 6 1 16 50 6 2 [ ]
SS600-R4-06015 6 15 16 50 6 2 ([ ]
SS600-R4-06020 6 2 16 50 6 2 (@)
SS600-R4-08002 8 0.2 20 60 8 2 (@)
@Stock OAvailable Upon Order D Tolerance

D<6 20

e<o<12 O o

D12 04

Unit (mm)

Workpiece Material

P M K S|

1234 5 123 123 123 4
Carbon Steel/Alloy Alloy Steel . High-temperature —
Steel (<35HRC) (<48HRC) Stainless Steel Castlron Alloy Titanium Alloy
O @) O O o) O

© Most Suitable () Suitable

Recommended Cutting Data 3 P653
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Solid Carbide Endmills | MILLING

S$S600-R4

4 Flutes, Corner Radius

ol %
s ~ SN
] Lc N

L
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L Please refer to P201 for guidelines to icons
Continued
Order No. D R Lc L d Drawing No.  In Stock
SS600-R4-08003 8 0.3 20 60 8 2 O
SS600-R4-08005 8 0.5 20 60 8 2 [ ]
SS600-R4-08010 8 1 20 60 8 2 [ ]
S$S600-R4-08020 8 20 60 8 2 (@)
S$S600-R4-08030 8 20 60 8 2 (@]
SS600-R4-10002 10 0.2 25 75 10 2 (@)
S$S600-R4-10003 10 0.3 25 75 10 2 O
SS600-R4-10005 10 0.5 25 75 10 2 ([ ]
SS600-R4-10010 10 1 25 5 10 2 ([ ]
SS600-R4-10015 10 1.5 25 75 10 2 (@)
SS600-R4-10020 10 2 25 75 10 2 [ ]
SS600-R4-10025 10 2.5 25 75 10 2 O
SS600-R4-10030 10 3 25 75 10 2 O
@Stock OAvailable Upon Order D Tolerance
<6 -8.02
e<p<12 | O o
D>12 oo
Unit