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Carbide End Mill Identification System

MUH - E MM L

.{lﬁ «;z] é i ]éﬁ%]é B & ]é BN/ E® )
Feature Helix Angle Grade Application Long Flute(or Neck) J
%5 % Feature
RO3% Sign ¥ Feature
S #Uu\E Micro Diameter
EA 4TREZIT] Engraving Blanks Precision Ground
EB 30°RZI 7] 30° Engraving Blanks Precision Ground
ET 60°[@Zl 7] 60° Engraving Blanks Precision Ground
EC 90°[Z 7] 90° Engraving Blanks Precision Ground
MU [Bli% Rounded Land
MU2 [E]7% 2 B#f% Rounded Land Double Edge
MU3 [El7 3 Bf4 Rounded Land Triple Edge
MUH Ei&T %458 Rounded Land Irregular Pitch
KUH EiEFZ 521858 T Round Land Unequal Split for Cast Iron Processing
LUH BEiETZEREIEHE SIS Round Land Unequal Split For Turning And Milling Center Carbide End Mill
PA ;E%SE 7] Barrel end mill
PH =45 2IFEEE Unequal Division Non-Round Land
DT P60 Position Drill 60°
DS TEA$AFEE80° Position Drill 80°
DC EA#EEA0° Position Drill 90°
DR EArEEAE120° Position Drill 120°
RU [ElE#A /N T#E#% Rounded Land Roughing
CU [Eli# D T##% Rounded Land Medium Roughing
FU Ei&#E T #E 8k Rounded Land Finishing Roughing
FM ¥EINT4B$% Fine Pitch & Finishing Roughing
CM N T#E8k Fine Pitch & Medium Roughing
RM ¥ T#%% Fine Pitch & Roughing
CFM HEEMEBMT For Composiutes Finishing
A\ HIEE24& Dove-Tail Groove
AYAYA 7118 +& Double-Edge Dove-Tail Groove
CB 30°VEUERET] V Type Dove-Tail Groove 30°
CR 60" VEUEEEJ] V Type Dove-Tail Groove 60°
CC 90" VEUEEET] V Type Dove-Tail Groove 90°
CE 140 VEUBEFE ] V Type Dove-Tail Groove 140°
RL #2714 R 1E Reamer Left Screw
BS $EAS%T] Countersunk End Mill

B0O2 | CARBIDE END MILL §5§iii%0 — 85l DeEaU AR
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Carbide End Mill

000 XXX - DIN

AR IHIER H fth BOMARAE
Flute Cutting Diameter Other Specification for Europe market

$27ie A Helix Angle & Grade
C5% Sign FAE Angle RCER Sign FAE Angle LSk Sign | #EIHLER Grade
A 0° H 55° E E300
B 20° 1 42°/45° G G300
C 25° J 50° H H300
D 30° K 38°/40° M M500
E 35° L 39°7/41° W W500
F 35°/38° M 120° P P550
© 45° 0 40° Y Y500
FA% Application
EC5% Sign FAi&:iAA Application
M 7] Square
B 1458 Ball Nose
10) AR A Inner Radius
R [El£7] Corner Radius
C &/ Chamfer
| 9MR A Outer Radius
A #8A7] Aluminum
H 1t Other
RO RA Radius ex : R02=R0.2mm pepEe C:50mm | D :60mm E1 : 75mm
TOO  $ETIRER Tapered ex : T005=0.5" SpecalLE L oomm - M 150mm | R : 200mm
CO0 #IAEKE Chamfer Length ex : C02=0.2mm
DO #%WEPEE Special Shank Dia ex : D6=6mm S ﬁ%ﬁfﬁ ;Z;;%g;%;gmn , E45°
LI ®B7RE Special Flute Longth The engle ofdovs almil s 41",
L2 % EfEARE Special Length

#HMimsE EBIAR — Carbide Threading End Mill §5iiR#%570 | BO3
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Carbide End Mill

Specification Icon Guide

#%EA Explanation B4& Icon #%EA Explanation
B FRIES S AlTin TiSin AlTin $REAREE
Micro Grain Carbide Coating Coating TiSin FySkERE
mEEe HMMMWWM P MY
D = (GOEDEDEE) e
10%) \12% Cobalt Content R
TR R Helx Angle
DHE T O0DDDD
<55) {<65 f % 40
of workpiece

I I8 = §56 R

Processing Icon Guide

B04

= | & BA B B
&4 Icon Explanation Explanation Explanation Explanation
HREET, oo AR s
Right Angle Plunge Side Side Millin
Drilling o 9 Chamfering 9
rinding
EFLEA
Chamfer Of =l gsfiﬁ RRgo{EEzE
Rounding Full Slot Chamfering Side Milling
Hole
RAS R e R A BESREE s
; R Corner Backside R
Outside R ; Chamferin Chamfer
Chamfering Slotced ing
BT — BEPRES SHREIS
Position = Outer R
; R Slot Inner R
Processing ch : Chamfer
amfering
RAEHEZ ARBE PR ErERH)
R Corner Internal Corner Side Surface
Drilling R Slotced Milling Milling
RIE V& B ARIHE =il oy
Side V Groove Char)rTfer Chamfer Pr?ﬁfﬁﬁli]n
Processing Slotced Side Milling 9
Bz S ARt
Carving Parabolic
milling Milling

| CARBIDE END MILL §5§fif#% 7] — SR8 BIRER - NI BREE
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Carbide End Mill

MESGHHEBR

O%—#RE First recommend

Recoommend Cutting List O & Second recommend
EFASEIE Suit Filed Suggestion P M K H K]
. , & | & ] =
ZEHESE |mwE T suPAEAEl & 2 Sig
Coating High Precision Light Cutting Roughing Cutting [ i i g 2Hl
Material ) g § ?;M
Classification F% :;v, § 2 % %»
@ | @ [NOEad s K
¢ | 8 Bl o
MUH-IGM © © O © © O (@)
MUH-IEM © © © O © O (@)
MUH-IPM - MUH-FPM © © © O © O (@)
FIZB | MUH-IMM ~ MUH-IMM-DIN ~ LUH-IMM © © 6 0 6 O
Square MUH-GMM + MUH-FMM © © 00 0 O
End Mill Coating
(PVD) MU-GMM - MU-EMM © © O 0 © O
MU2-GPM © ©6 O O © O O
EMM + GMM © © O © © O
EPM © 0 © 0O © O O
ERNZE DMR © © O 0 ©
Corner Radius
T Gostiivg GPR - PH-FER - PH-FMR © ©6 ©6 O O
(PVD) PH-FPR - PH-FPC © © © O © @)
) EMB © © O © © O
ﬂ‘;ﬂﬁﬁ%@ EEB © © © O 6 O (@)
T Con DMB © 060 00O
ype Coating
(PVD) EPB O O 0 o (@] @]
DPB - PA-DPB O O © © O O
nner Radius I 7
Typa Coating EPU © ©6 06 0O 060 e}
(PVD)
SREIBTIZE
Outer Radius
Countersink AMI © © © © O O
Type Coating
(PVD)
@ig7zE |PC-DMC - CR-DMC - DT-DMC © © O © © O O
Countersink DC-DPC © 6 © © © O O O
Coating DC-DWC - DC-DMM O ©
(PVD) CC-AMC - CR-AMC © © O © © O O
ﬂﬂR~ ﬁﬁﬁﬂﬁ@ FM-CMM © 06 O © 0 O
oughing vs.
Finishing Cutter RM-CMM © ©6 O 6 0 O
Coating (PVD) CFM-DMM o
GMA o ©
A% HMA © ©
(BERE) MU2-GMA O ©o
Aluminum
Carbide End Mill MU2-HMA o o
Without MU3-JMA O ©
Coating EA-AMA O ©
EB-AMC O ©o

HESEHIHERER — CARBIDE END MILL §£38iw#t0 | BO5
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Carbide End Mill
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For Square Type Carbide End Mill Series Index

BRIk Item Style

‘ Bf Page

#
| o4 @ )
SEMM 2000~
35 v
24 ODOHOE
S-EMML 200012 <t B13-Bl4
= 35 v
@ s-0oM2000 gl ——— o6 6& B15-B17
@ EmM 2000 =1 gg gi% 220 é’ B18—BI19
@ EMM2000L1 — ] gg glg é’ B20—B24
26 16 ODDH®
o —
@ EMM 3000 g?o @ B25
o10 218 | @ (D@D
@ emm 4000 @12 @20 B26—B27
216 (35 Y
EMM 4000L1 glg 020 @ J@ B28
o6 35 )i
EMM 2000T00 m—_ gg 812 é% B29
S 28 500
@ EPM 2000L1 81(2) @ ")@ B30
551
@ EPM 3000 “‘-‘.‘:—vh:i r—— gg @10 é% B31—B32
@& cvm 4000 ——— gg 212 832 é B33—B34
3 o16 M
MU-EMM 4000 w: gg glg 220 é & B35—B36
@8 16 M
@ vu-eumaono  SESEE - gg gi% 220 é & < 837 Ba0
210 20 | @ (D@D @
MU2-GPM 4000 - B41
S oz Y Y
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Carbide End Mill
For Square Type Carbide End Mill Series Index

i [T SR EELAE Shank (mm) ‘ L ipt ‘ S Page
© oo o BEQEIFE=== o o5 | OO Ba2
28 @16 T @@
2 YG
@ wurmmsoo ST gg gi% o é B43 - B44
. o4 o10 020 | @ e )E)
@ MUH-IMM 4000-DIN — = o on D60 s
& v oo RN & 28 7" | D IBD g
500
- e — gg o é D | e
s 2 @ 10%) (<
© vuremsoo EREISE— g§ o12 é D o
o4 @
MUH-IPM 300011 0 S gé 81% é & 350
' . @4 @10 @20 @ D@
© vuripuaon O % on B51-B52
| o8 o6 (Y42 Ysin
MUH-FPM 4000 o9 2% ODHDE 558
216 (52 Yosin
LUH-IMM 4000 QDOE 54
e k)
GMM 6000 gi% 229 @} D | e
500
FM-CMM 4000 (RS oo o1 ? é) D | g6
@10 .
RM-CvM 4000 SRR o8 015 ODAE -
268
CFM-DMM o g DAE 57

SE703B3Mi% 55727515 — CARBIDE END MILL 383858570 |  BO7
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For Ball Nose Type Carbide End Mill Series Index

ERFK Item Style HER ipti Hfi§ Page

S-EMB 2000

oC B58

o 0000 | .

900

o0 ©00®

a8 B60—B61
900

: @4 @10 @20 @J
EMB 2000 wee= gg g}g @& ~" | B62—B63

@ EEeB 2000 = o6 12 DH0® B64—B65
— DS

@ DMB 2000 E gé g:llg é} B66

S-EMB 2000L2

EMB 2000L2

a8

@ DPB 2000 a& @10 25 867

EPB 2000 glg 020 @ D@6 B68
16 (35 Yrisi)
EPB 4000 gi% 220 5 ® B69
@ Ems 2000 gi% 020 @’ 2 pr0-B71

L ELEEUELIES

Barrel Tungsten Carbide End Mill Series Index

EmRZAR Item Style ‘ 1HEBEFE Shank (mm) ‘ FRIZEHE Description B Page

e _— 26 @12 @ J
@ ra-DPB S N S ggao @@ 3 [—
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Carbide End Mill
Inner R Type Carbide End Mill Series Index

EmZik Item Style ‘ HERETE Shank (mm) ‘ FRIZENE Description Bi§ Page

@2 @5 @10 @ D
EPU 4000L1 - j_ e | @3 @6 @12 B74
= o4 o8 ©16 (35 i)

Bl 2 55 ¥ Ui 8% 7] & 5l &

For Corner Radius Type Carbide End Mill Series Index

EmRFR Item Style HREBEL AR Shank (mm) #UQEIE Description ‘ BfE Page
g4 @10 CO) (i1
DMR 2000R00L2 i | 96 012 @ J B75
o5 20¢

o1 QD@
012 B76- B77
]50] )

@4 @10 @J
@ DMR 4000R00 m: gg @12 @@ B78—B80

@ DMR 2000R00

— @6 12 @ J
@ GPRE0DOROD SO 85130 g;g @@ B81—B82

S @4 @10
@ PH-FER 4000R00 mt gg @12 éé. B83—B84

@4 @10
@ PH-FMR 4000R00 E @6 @12 @ J B85

- i @4 @10
@ PH-FPR 4000R00 m— 26 @12 B86
e os
R @4 @10
@ PH-FPC 4000C00 TR e B87—B88
s @8
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For Chamfer Type Carbide End Mill Series Index

Bk Item Style o &8 Page
23 o6 o12
DC-DMC 2000 g4 o8 016 QD 89— B0
o5 o000 |HODY
@3 @6 @12 CO) (29
DR-DMC 2000 o4 08 O16 @O BY1

o5 o0 020 | DD
5o | QODOB| 4,

o5 o000 | (HDDY

@3 @6 @12 D) (™
216 @ " B95—B96

@ DT-DMC 2000

DC-DPC 2000 - ' -
S &= o D00
L 23 @6 @12 @ J
S >= oo DO
@ cc-amc ' y—— gg o @ . B98—B99

210 DY

CR-AMC == QO B99
210 DL

b R {3 A 85 S Ui 8% ] R Bl &

Outer R Chamfer Carbide End Mill Series Index

EmmAR Item Style ‘ HRERE R Shank (mm) FRABMEHE Description BiE Page

ouw g} 9920 um

B10 | CARBIDE END MILL §5§iis%0 — BIAEMSMInT IR 1K « IR EISRMiRIT RS IR
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Carbide End Mill
Engraving for Aluminum End Mill Series Index

EmmEAR Item Style RERETE Shank (mm) ‘ FRIEENHE Description ‘ Bi§ Page
@3 o6 o12 | @)
@ E180-AWA 1000L1 @4 @8 B101-B102
@5 @10 k 0

—_— @3 26 QODAOE
E030-AWC 1000L1 _ a4 B103
@ - T p O

CEEANE LD WEEIES

For Aluminum Type Carbide End Mill Series Index

ERZAR Item Style 1HEBETE Shank (mm) FRIZEHE Description ‘ BHi§ Page
@6 CO)
S ®
; . @4 @10 @20 CO)
GMA 3000 Lm gy 3 o6 @12 @ J B105
@8 @16 @
@4 @10 CO) (M
HMA 2000 26 @12 @ D B106
o8 D
@4 @10 @20 CO) (M
@ HMA 3000 o6 @12 @ J B107
@8 @16 @
: @4 @10 @20 CO) (M
MU2-GMA 3000 » o | @6 @12 @ " B108
[N s N S — o8 O16 @
AL 24 210 QOO
MU2-HMA 3000 Sl @6 @12 B109
B UTCN — o)
@4 @10 @20 CO) (M
@ MU3-UMA3000 e 26 @12 ®J B110
~ @28 @16 @

IEFREAIRSATIZRS IR ~ IBE S MIKIMIREIZRS |22 — CARBIDE END MILL §5i@inst0 |  B11



EMM FQ &2 CHaIn ;=

SQUARE

TUHIJE

VR 2 SDSRIBILERTD
' S'EMM 2000 M|crc‘) D|ameter§LFlute Carbide End Mill

DC

ERESE Model No

S-EMM2002

S-EMM2003

S-EMM2004

S-EMM2005

S-EMM2006

S-EMM2007

S-EMM2008

S-EMM2009

Il

APMX

R :%I:DCON
LF

-

QD@ @@@@

HHIEE REPEE R Prie
DC DCON
® 0.2 0.4 4 50
) 0.3 0.6 4 50
® 0.4 0.8 4 50
® 0.5 1 4 50
® 0.6 1.2 4 50
® 0.7 14 4 50
® 0.8 1.6 4 50
L4 0.9 1.8 4 50

S-EMM 20002 %1 ) i 228

The Cutting Data For S-EMM 2000 Series

%ﬁJJHIHE T4 B
Material @SIEE Stainless steel (Rl

H1E (mm) Shank 4
#Ei%E n (min) 4800
3% | i sioted 135
5 N .
S {Ali& Side 475

LIHI;RE Cutting depth
BA#E Slotted fA38 Side

ap=<0.5DC

DC

ap
: fREILYIRRE Radial depth of cutting
DC:

ac

B EIHIRERE Axial depth of cutting

)48 Diameter of cutting

B12 | CARBIDE END MILL §§3@i#% 7] — S-EMML 200012



I S-EMML 2000L2

DC

REAFEY) 2 DIHMILER T
Long Neck Short Flute 2 Flutes Carbide End Mill

APMX»#-[U

®
@ EHain Echaintool cutting tools

et Mol o MEE | D0EE TERRE e pree
DC APMX
S-EMML2004L202 0.4 0.6 4 2 50
S-EMML2004L204 0.4 0.6 4 4 50
S-EMML2005L.202 0.5 0.75 4 2 50
S-EMML2005L204 0.5 0.75 4 4 50
S-EMML2005L206 ° 0.5 0.75 4 6 50
S-EMML2006L202 0.6 0.9 4 2 50
S-EMML2006L204 0.6 0.9 4 4 50
S-EMML2006L206 0.6 0.9 4 6 50
S-EMML2006L208 0.6 0.9 4 8 50
S-EMML2008L203 0.8 1.2 4 3 50
S-EMML2008L204 0.8 1.2 4 4 50
S-EMML2008L206 0.8 1.2 4 6 50
S-EMML2008L208 0.8 1.2 4 8 50
S-EMML2008L210 0.8 1.2 4 10 50
S-EMML2010L204 1 1.5 4 4 50
S-EMML2010L206 1 15 4 6 50
S-EMML2010L208 1 1.5 4 8 50
S-EMML2010L210 1 15 4 10 50
S-EMML2010L212 1 1.5 4 12 50
S-EMML2015L204 1.5 2.25 4 4 50
S-EMML2015L206 1.5 2.25 4 6 50
S-EMML2015L208 1.5 2.25 4 8 50
% SHETE- ¢ Continued on next page.

S-EMM 2000 — CARBIDE END MILL §85fifs% 70 |
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/

SQUARE

T IHIER INRE SIfEARE

DC APMX LU
S-EMML2015L210 {iE5 2.25 4 10
S-EMML2015L212 1.5 2.25 4 12
S-EMML2020L206 2 3 4 16
S-EMML2020L208 2 3 4 8
S-EMML2020L210 2 3 4 10
S-EMML2020L212 2 3 4 12
S-EMML2020L214 2 3 4 14
S-EMML2020L216 ® 2 3 4 16
S-EMML2030L208 3 4.5 4 8
S-EMML2030L210 3 4.5 4 10
S-EMML2030L212 3 4.5 4 12
S-EMML2030L214 3 4.5 4 14
S-EMML2030L216 3 4.5 4 16
S-EMML2030L220 3 4.5 4 20

50

50

50

50

50

50

50

50

50

50

50

50

50

50

1§ Price

S-EMML 20002 2 5] ) §] 228

The Cutting Data For S-EMML 2000L2 Series

Material @SIEE Stainless steel (Rl

H1E (mm) Shank 4
E55& n (min) 4800
35 | o Stoted 135
5 N .
= Vi {Ali& Side 475

THIRE Cutting depth
BfE Slotted {83 Side

ap=<0.5DC

DC

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

Bl14 | CARBIDE END MILL §§3@i#% 7] — S-EMML 200012



S=-0GM2000 series

/i AAYES

2 )55l 5 /]

New OGM series

AT EiEEHRC 50°~60°
High ductility materia

S RA I Micro Diameter

FH 2 Flute Carbide End Mill

HRANERERRE - 8F - L2
PIMISH mecungoas R LR FREMNEHZELEMT
MTHE Material Apply on manufacturing and processing of
canSHl precision small parts such as professional
medical equipment, electronics, chemicals

E£E (mm) Shank 4 | 6 and industry.

#3& n (min) 4800 (3100 M?%ﬁi%ﬂﬂﬂﬁ% B 7RSSR - BRUIEImI
B8 IRABIMIES

Adopts a full carbide cutter body unique edge structure
design, to effectively suppress the processing vibration.

[V MR EEARATINGTE - 17 S
M - IAREEENEER -
Ultra-fine particle cemented carbide AITIiN coating for
increased tool wearability and improve the chip removal.

BH4E Slotted | 135 | 120

(uwy/wiw)
SN

falig Side | 475 | 375

t Bl Cutting depth
—— . V] st E RN B A EEM THM TSR - 12
AR I T ERENRIFRENRE -
Micro-diameter design is beneficial to the processing
requirements of cutting, specially in processing in small
space, it provides precise accuracy of machining and
ap : BAFTEIMITERE Axial depth of cutting excellent surface finish.

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

S-OGM 2000 — CARBIDE END MILL §§3fifgx0 | B15
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I S-OGM 2000

o .
&2 CHBIM = 9475

HUMVE 2 SDSRIBILEETD
Micro Diameter 2 Flute Carbide End Mill

DC4 ~= [DCON
~H-APMX

LF
CEEROOPODOBTH

ISR NRE

S-OGM2003

S-OGM2004

S-OGM2005

S-OGM2006

S-OGM2007

S-OGM2008

S-OGM2009

S-OGM2010

S-OGM2011

S-OGM2012

S-OGM2013

S-OGM2014

S-OGM2015

S-OGM2016

S-OGM2017

S-OGM2018

S-OGM2019

S-OGM2020

S-OGM2021

S-OGM2022

S-OGM2023

S-OGM2024

EmMEEE Model No @ Price
DC APMX
° 0.3 12 4 50
0.4 16 4 50
0.5 2 4 50
0.6 2.4 4 50
0.7 2.8 4 50
0.8 3.2 4 50
0.9 3.6 4 50
1 4 4 50
1.1 4.4 4 50
12 4.8 4 50
13 5.2 4 50
14 5.6 4 50
15 6 4 50
16 6.4 4 50
17 6.8 4 50
1.8 7.2 4 50
1.9 7.6 4 50
2 8 4 50
2.1 8.4 4 50
2.2 8.8 4 50
2.3 9.2 4 50
2.4 9.6 4 50
2.5 10 4 50

00000000000000000000000

S-OGM2025

% F5#ETHE - % Continued on next page.

| CARBIDE END MILL §§3i#% /] — S-OGM 2000



00000

EREE Model No

S-OGM2026

S-OGM2027

S-OGM2028

S-OGM2029

S-OGM2030D6

TIHIER INRE

DC APMX

2.6 10.4 4

27 10.8 4

2.8 1.2 4

2.9 11.6 4
3 12 6

50

50

50

50

50

® 0]¢
@ CHain Echaintool cutting tools =7

{B1& Price

S-OGM 2000251 by 22 1

The Cutting Data For S-OGM 2000 Series

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

BE 1% (mm) Shank 1 2 3
5% n (min) 19100 | 9550 | 6400
3% | mmsotea | 180 190 190
S
2B | e sice 380 380 380

YR E Cutting depth
BAtE Slotted 2 Side
ap<0.5DC

DC

ap : BHEILIAEIRRE Axial depth of cutting
ae : {EEIHIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

S-OGM 2000 — CARBIDE END MILL §&3fifx0 |
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I EMM 2000 ;205 o

DCON

TR

LF

|
EEZDOO@0000Y T

IHIER NIIRE
ERELSERE Model No 4% Price

DC APMX

EMM2010 ° 1 25 4 50
EMM2015 ) 15 3.75 4 50
EMM2020 ) 5 4 50
EMM2020D6 ) 5 6 50
EMM2025 ) 25 6.25 4 50
EMM2025D6 ° 25 6.25 6 50
EMM2030 ° 75 4 50
EMM2030D6 ° 75 6 50
S EMM2030L109D3 ° 9 3 50
EMM2035 ) 35 8.75 4 50
EMM2035D6 ) 35 8.75 6 50
EMM2036 ) 36 9 4 50
EMM2038 ° 3.8 9.5 4 50
EMM2040 ° 10 4 50
EMM2040D6 ° 10 6 50
EMM2040E1 ° 10 4 75
EMM2045 ° 45 | 1125 6 50
EMM2047 ° 47 | 1175 6 50
EMM2050 ) 125 6 50
EMM2050E1 ° 12,5 6 75
EMM2050H ° 125 6 100
EMM2055 ° 55 | 1375 6 50
EMM2057 ° 57 | 1425 6 50
EMM2060 ° 15 6 50
EMM2060E1 ° 15 6 75
EMM2060H ° 15 6 100
EMM2064 ) 6.4 16 8 60
EMM2068 ° 6.8 17 8 60
EMM2070 ° 7 175 8 60
EMM2071 ° 7.4 17.75 8 60

% F5#ETHE - % Continued on next page.
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7]
SQUARE

THIER INRE

E S 25 Model No i {E#% Price
APMX
EMM2073 [ ] 7.3 18.25 8 60
EMM2075 [ ] 7.5 18.75 8 60
EMM2080 [ ] 8 20 8 60
EMM2080E1 [ ] 8 20 8 75
EMM2080H [ ] 8 20 8 100
@ EMM2080L140M [ ] 8 40 8 150
EMM2080M [ ] 8 20 8 150
EMM2090 ( ] 9 22.5 10 75
EMM2100 [ ] 10 25 10 75
EMM2100H o 10 25 10 100
EMM2100M [ ] 10 25 10 150
EMM2110 [ ] " 27.5 12 75
EMM2120 [ ] 12 30 12 75
EMM2120H [} 12 30 12 100
EMM2120M [ ) 12 30 12 150
EMM2140 ( ] 14 35 16 100
EMM2160 [ ) 16 48 16 100
EMM2160M (] 16 48 16 150
EMM2160R [ ] 16 48 16 200
EMM2200 [ ) 20 50 20 100
EMM2200M [ ] 20 50 20 150
EMM2200R [ ] 20 50 20 200

EMM 2000 22 o 4
'f‘ mjm ﬁj = % kil Stalnless steel i

The Cutting Data For EMM 2000 Series Material Castiron
B (mm) Shank 3 4 6 8 10 12 16 20
3% n (min) 4800 | 4800 | 3100 | 2300 | 1900 1600 1200 950
g% B Soted | 135 | 135 | 120 | 120 | 120 | 120 | 135 | 135
%ff g Side 475 475 325 375 375 275 200 165

1JJEIREE Cutting depth
BA#E Slotted {832 Side

ap<0.5DC

DC

ap : BHEILIHIRERE Axial depth of cutting
ae : fREIIHIRE Radial depth of cutting
DC : 7J4% Diameter of cutting

EMM 2000 — CARBIDE END MILL §8§fis% 70 | B19



Q
&2 CHBIM = 9475

2 J) 3 fEDRIBMMILIHT)
' EMM 2000L1 2 Flutes With I'i'ripI;JFIute Length Carbide End Mill

ISR NRE

ERESE Model No @ Price
APMX
EMM2010L103 () 1 3 4 50
EMM2011L1033 [ 1.1 3.3 4 50
EMM2012L1036 [ ) 1.2 3.6 4 50
EMM2013L1039 [ ) 1.3 3.9 4 50
EMM2014L1042 [ ) 1.4 4.2 4 50
EMM2015L1045 [ ] 1.5 4.5 4 50
EMM2016L1048 [} 1.6 4.8 4 50
EMM2017L1051 [ ] 1.7 5.1 4 50
EMM2018L 1054 [} 1.8 54 4 50
EMM2019L1057 [ ] 1.9 5.7 4 50
EMM2020L 106 [ 2 6 4 50
EMM2020L106D6 [ J 2 6 6 50
EMM2021L1063 [ ] 21 6.3 4 50
EMM2022L1066 [ ] 22 6.6 4 50
EMM2023L1069 [ ] 2.3 6.9 4 50
EMM2024L1072 [ ] 24 7.2 4 50
EMM2025L1075 [ ] 25 (43 4 50
EMM2026L.1078 L] 2.6 7.8 4 50
EMM2027L1081 L] 2.7 8.1 4 50
EMM2028L1084 L4 2.8 8.4 4 50
EMM2029L1087 ® 2.9 8.7 4 50
EMM2030L109 ® 3 9 4 50

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

EREZE Model No ARSI
DC
EMM2030L109D6 ° 3 9 6 50
EMM2031L1093 ° 3.1 9.3 4 50
EMM2032L.1096 ° 3.2 9.6 4 50
EMM2033L1099 ° 3.3 9.9 4 50
EMM2034L.1102 ° 3.4 10.2 4 50
EMM2035L1105 ° 3.5 10.5 4 50
EMM2036L1108 ° 3.6 10.8 4 50
EMM2037L1111 ° 37 1.1 4 50
EMM2038L1114 ° 3.8 1.4 4 50
EMM2039L1117 ° 3.9 1.7 4 50
EMM2040L112 ° 4 12 4 50
EMM2040L112D6 ° 4 12 6 50
EMM2041L1123 ° 41 123 6 50
EMM2042L1126 ° 42 12,6 6 50
EMM2043L1129 ° 4.3 12.9 6 50
EMM2044L1132 ° 44 132 6 50
EMM2045L.1135 ® 45 13.5 6 50
EMM2046L1138 ° 46 13.8 6 50
EMM2047L1141 ° 47 14.1 6 50
EMM2048L1144 ° 48 14.4 6 50
EMM2049L 1147 L 49 147 6 50
EMM2050L115 ® 5 15 6 50
EMM2051L1153 ° 5.1 15.3 6 50
EMM2052L1156 L 5.2 15.6 6 50
EMM2053L1159 ® 5.3 15.9 6 50
EMM20541.1162 L 5.4 16.2 6 50
EMM2055L1165 ° 5.5 16.5 6 50

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

/

©
©

EREEE Model No ARIBE
DC
EMM2056L.1168 ) 5.6 16.8 6 50
EMM2057L1171 ® 57 171 6 50
EMM2058L1174 ® 5.8 17.4 6 50
EMM2059L1177 ) 5.9 17.7 6 50
EMM2060L118 ® 6 18 6 50
EMM2061L1183 ® 6.1 18.3 8 60
EMM2062L.1186 ) 6.2 18.6 8 60
EMM2063L1189 ) 6.3 18.9 6 60
EMM2064L.1192 ® 6.4 19.2 8 60
EMM2065L1195 ® 6.5 19.5 8 60
EMM2066L.1198 () 6.6 19.8 8 60
EMM2067L1201 ® 6.7 20.1 8 60
EMM2068L.1204 ® 6.8 20.4 8 60
EMM2069L1207 ® 6.9 20.7 8 60
EMM2070L121 ° 7 21 8 60
EMM2071L1213 ° 7.1 21.3 8 60
EMM2072L1216 ° 7.2 21.6 8 60
EMM2073L1219 ° 7.3 21.9 8 60
EMM2074L.1222 ) 7.4 222 8 60
EMM2075L.1225 ° 75 225 8 60
EMM2076L.1228 ° 7.6 22.8 8 60
EMM2077L1231 ® 7.7 23.1 8 60
EMM2078L.1234 ° 7.8 23.4 8 60
EMM2079L.1237 ® 7.9 23.7 8 60
EMM2080L124 (] 8 24 8 60
EMM2080L124H L] 8 24 8 100
EMM2080L140M L] 8 24 8 150
% S8 TH - % Continued on next page.
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EREEE Model No ARIBE
DC
EMM2081L.1243 ° 8.1 24.3 10 75
EMM2082L.1246 ® 8.2 24.6 10 75
EMM2083L.1249 ° 8.3 24.9 10 75
EMM2084L1252 ® 8.4 252 10 75
EMM2085L1255 8.5 255 10 75
EMM2086L1258 ® 8.6 25.8 10 75
EMM2087L.1261 () 8.7 26.1 10 75
EMM2088L1264 ) 8.8 26.4 10 75
EMM2089L1267 [ 8.9 26.7 10 75
EMM2090L127 9 27 10 75
EMM2091L1273 9.1 27.3 10 75
EMM2092L.1276 9.2 27.6 10 75
EMM2093L1279 9.3 27.9 10 75
EMM2094L1282 9.4 28.2 10 75
EMM2095L.1285 L] 9.5 28.5 10 75
EMM2096L.1288 L] 9.6 28.8 10 75
EMM2097L.1291 L] 9.7 29.1 10 75
EMM2098L.1294 ® 9.8 29.4 10 75
EMM2099L.1297 L] 9.9 29.7 10 75
EMM2100L130 ® 10 30 10 75
EMM2101L1303 10.1 30.3 12 75
EMM2102L.1306 10.2 30.6 12 75
EMM2103L1309 10.3 30.9 12 75
EMM2104L1312 10.4 31.2 12 75
EMM2105L1315 10.5 31.5 12 75
EMM2106L1318 10.6 31.8 12 75
EMM2107L1321 10.7 32.1 12 75
% S8 TH - % Continued on next page.
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SQUARE

T TIHIER RS

DCON
EMM2108L1324 [ ] 10.8 324 12 75
EMM2109L1327 [ ] 10.9 32.7 12 75
EMM2110L133 11 59 12 75
EMM2111L1333 ([ ] 1.1 33.3 12 75
EMM2112L1336 [ ] 1.2 33.6 12 75
EMM2113L1339 [ ] 1.3 33.9 12 75
EMM2114L1342 [ ] 1.4 34.2 12 75
EMM2115L1345 ([ ] 11.5 34.5 12 75
EMM2116L1348 L] 11.6 34.8 12 75
EMM2117L1351 ® 1.7 35.1 12 75
EMM2118L 1354 ® 1.8 354 12 75
EMM2119L1357 L] 1.9 35.7 12 75
EMM2120L136 ® 12 36 12 75

EMM 2000L1 R %)) 228

The Cutting Data For EMM 2000L1 Series

%EUJIJIME T8
Material @SIEE] Stainless steel (LRI

EfE (mm) Shank 4 6 8 10 12 16 20
$23% n (min) 4800 3100 2300 1900 1600 1200 950
g% B4 Slotted 135 120 120 120 120 135 135
g’ﬁ {82 Side 475 325 375 375 275 200 165

HJHISRRE Cutting depth
BEE Slotted 2 Side
aps0.5DC

DC

ap : BHEEEIFERE Axial depth of cutting
ae : fZEIIEIRERE Radial depth of cutting
DC : 7]4E Diameter of cutting
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' EMM 3000 3 Flutes érbide End Mill

(2 5 )

DC DCON
APMX LF
0200000% TP
e ol mmEs | snsE HEE e
DC APMX DCON
EMM3050 ° 5 125 6 50
EMM3055L1165 ° 55 16.5 6 50
EMM3060 ° 6 15 6 50
EMM3080 ° 8 20 8 60
EMM3100 ° 10 25 10 75
EMM3100L130 ° 10 30 10 75
EMM2120L136 ° 12 36 12 75
EMM3160 ° 16 48 16 100
EMM 3000z%1t) i1 =2 8
The Cutting Data For EMM 3000 Series
B e stamonrtice (AT
B (mm) Shank 5 55 6 8 10
#93% n (min) 3800 3500 3100 2300 1900
35 | e soted 180 180 180 180 180
%g faii# Side 500 500 500 580 580

1DEIZRE Cutting depth
BAfE Slotted {83 Side

ap=<0.5DC ap=1.5DC

DC

ap : BYEILIAEIRE Axial depth of cutting
ae : fREIEHIFRE Radial depth of cutting
DC : 7] Diameter of cutting

EMM 3000 — CARBIDE END MILL §&§fifs%0 |
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' EMM 4000 A?Fyljjﬁimgfﬁzjje End Mill

ISR NRE

EREE Model No % Price
APMX
EMM4010 [ 1 2.5 4 50
EMM4010D6 [ ] 1 25 6 50
EMMA4015 [ 1.5 3.75 4 50
EMM4015D6 [} 1.5 3.75 6 50
EMM4020 [ 2 5 4 50
EMM4020D6 [ ] 2 5 6 50
EMM4025 [ 25 6.25 4 50
EMM4025D6 [ 25 6.25 6 50
EMM4030 [ 3 7.5 4 50
EMM4030E1 ([ ] 3 7.5 4 75
EMM4030D6 [ 3 7.5 6 50
EMM4035 [} 3.5 8.75 4 50
EMM4035D6 [ 3.5 8.75 6 50
EMM4040 ([ ] 4 10 4 50
EMM4040D6 [ 4 10 6 50
EMM4040E1 [ 4 10 4 75
EMM4040H [ 4 10 4 100
EMM4045 ([ ] 4.5 11.25 6 50
EMM4050 [ 5 12.5 6 50
EMM4050E1 [ 5 12.5 6 75
EMM4050H [ 5 12.5 6 100
EMM4055 [ 55 13.75 6 50
EMM4060 [ 6 15 6 50
EMM4060E1 [ 6 15 6 75
EMM4060H o 6 15 6 100
EMM4065 ([ ] 6.5 16.25 8 60
EMM4070 [ 7 17.5 8 60

% 53 THE - % Continued on next page.
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SRR Model No fHit& Price
APMX
EMM4080 [ 8 20 8 60
EMM4080E1 [ 8 20 8 75
EMM4080H [ 8 20 8 100
EMM4080M ([ ] 8 20 8 150
EMM4100 [ 10 25 10 75
EMM4100H [ 10 25 10 100
EMM4100M [ 10 25 10 150
EMM4120 [ ] 12 30 12 75
EMM4120H [} 12 30 12 100
EMM4120M [ 12 30 12 150
EMM4140 [ 14 35 16 100
EMM4160 ([ ] 16 48 16 100
EMM4160M [ 16 48 16 150
EMM4160R [} 16 48 16 200
EMM4180M [} 18 45 20 150
EMM4200 ([ ] 20 50 20 100
EMM4200M [ 20 50 20 150
EMM4200R [ 20 50 20 200
EMM 40002 %1 Y] i 2285

The Cutting Data For EMM 4000 Series

mamg T80
Material @QSICEWY Stainless steel (=Rl

B8 (mm) Shank 4 6 8 10 12 16 18 20

43 n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 1240 | 1060
gg B Siotted | 200 | 180 | 180 | 180 | 180 | 200 | 225 | 300
%% @igside | 700 | 500 | 580 | 580 | 410 | 300 | 450 | 240

IR Cutting depth
BfE Slotted {32 Side

ap=<0.5DC

DC

ap : BHEEIHIRE Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
DC : 7]42 Diameter of cutting
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RIB 4 IHMILEHT)
' EMM 4000L1 Long Flute 4 Flués Carbide End Mill

MBS NRE
ERE5E Model No EE {815 Price

DC APMX

EMM4030L109D6 [} 3 9 6 50
EMM4040L120E1 [ J 4 20 4 75
EMM4050L125E1 [} 5 25 6 ()
EMM4060L125E1 [} 6 25 6 75
EMM4060L 130H [} 6 30 6 100
EMM4080L130E1 [ J 8 30 8 75
EMM4080L135H [} 8 35 8 100
EMM4080L 140M [} 8 40 8 150
EMM4100L130 [} 10 30 10 75
EMM4100L140H ([ J 10 40 10 100
EMM4100L145H [} 10 45 10 100
EMM4100L150M [} 10 50 10 150
EMM4120L136 [} 12 36 12 75
EMM4120L145H [ J 12 45 12 100
EMM4120L150M [} 12 50 12 150
EMM4130L139 [} 13 39 16 100
EMM4140L142 [} 14 42 16 100
EMM4160L170M ([ J 16 70 16 150
EMM4200L180M [} 20 80 20 150
EMM 4000L1 25N UIfI2 8 wmime T
The Cutting Data For EMM 4000L1 Series Material @EIEENY Stainless steel (eEEdlfl))
EfE (mm) Shank 4 6 8 10 12 16 18 20
& n (min) 4800 3100 2300 1900 1600 1200 1240 1060
g% BA#E Slotted 200 180 180 180 180 200 225 300
g’% {8l Side 700 500 580 580 410 300 450 240
tﬂﬁuﬁ;fg BH#E Slotted A2 Side
Cutting depth aps050C ap : IR IIBIRE Axial depth of cutting

ae : {REHIHRE Radial depth of cutting
DC : 7]48 Diameter of cutting

DC
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I EMM 2000T00

FE 2 TERMILIKT
2 Flutes Tapered Carbied End Mill

LQ 777, SO Nl

@J@@@ NN

HHIE® NINRE
EfmES% Model No 81§ Price
DC APMX
EMM2025T030 25 8 4 50 3.34
EMM2040T030D6 [ 4 15 6 50 5.57
EMM2060T030D8 6 18 8 60 7.59
EMM2060T030D10 6 18 10 75 8.1
EMM2080T030D12 8 25 12 75 10.62
EMM 2000TO0 R 51t i) 22 8
The Cutting Data For EMM 2000T00 Series
WNTME T FE
Material @SIELE] Stainless steel (eEE ()
B & (mm) Shank 4 6 8 10 12 16
#3& n (min) 4800 3100 2300 1900 1600 1200
g% BA#& Slotted 135 120 120 120 120 120
2B g sice 475 325 375 375 275 275
IHIRE Cutting depth
B8 Slotted i Side
ap<0.5DC ap=1.5DC
DC
ap : BYEILIAEIRRE Axial depth of cutting
ae : fEAEIHIRE Radial depth of cutting
DC : 7] Diameter of cutting
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F 71
SQUARE

2 J) 3 f&DRIBMILHT)
' EPM 2000L1 2 Flutes With TripléLFlute Length Carbide End Mill

&

SEZBDOO@0000Y T

ISR NRE

EmMEEE Model No 4% Price
DC APMX
EPM2010L103 1 3 4 50
EPM2020L106 2 6 4 50
EPM2020L106D6 2 6 6 50
EPM2030L109 3 9 4 50
EPM2030L109D6 3 9 6 50
EPM2040 ° 4 10 4 50
EPM2040L112 4 12 4 50
EPM2040L112D6 4 12 6 50
EPM2050L115 5 15 6 50
EPM2060E1 ° 6 15 6 75
EPM2060L118 6 18 6 50
EPM2070L121 7 21 8 60
EPM2080L124 8 24 8 60
EPM2080L124H 8 24 8 100
EPM2090L127 9 27 10 75
EPM2100L130 10 30 10 75
EPM2100H ° 10 25 10 100
EPM2100M ° 10 25 10 150
EPM2110L133 11 33 12 75
EPM2120L136 12 36 12 75
S EPM2120L150H ° 12 50 12 100
EPM2120L150M ° 12 50 12 150
EPM 2000L1 ZAUIHIRE  wmive geesy R
The Cutting Data For EPM 2000L1 Series VEEEIR Alloy Steel 4 Carb

EIfE (mm) Shank 4 6 8 10 12 16 20

#5 n (min) 4800 3100 2300 1900 1600 1200 950

g% B9#E Slotted 135 120 120 120 120 135 135

2t
Eff {BIi& Side 475 325 375 375 275 200 165
tﬂﬁuﬁ;fg BH1E Slotted {H32 Side
Cutting depth ap20500 ap : B E)EIEE Axial depth of cutting

ae : {REHIHRE Radial depth of cutting
DC : 7]48 Diameter of cutting

DC
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¥ EPM3000 series

© 3 YIRS )

) 3 Flutes Carbide End Mill

af{Hl s el tE
2 o sids milng and ot

EESME - BREEERE
REMIES - =ZADEERS -
INsEHEEE

The newest carbide end mills, unique blade structure
design, reduce the vibration generated during
processing, improve tool life, enhance the effect of

ﬂ?ﬁf@ﬁ35 o %Q% remove chip.

Helix angle 35° design &
aEH N N FRGHRERE
Alloy Steel Carbon Steel Special Coating for

fl % BB IR EHEH At
Side Milling Angular Plunge Grinding Full Slot
1428 The Cutting Data 147 E Cutting depth
& (mm) Shank | 5 55 6 8 10 | PR Shoted

&3% n (min) 3800 | 3500 | 3100 | 2300 | 1900 2<050C

DC

B#& Slotted) 230 230 240 240 240

(uwy/wiw)
<
O 56 1S

filig Side | 650 | 650 | 650 | 750 | 750 | gumsice

ap : BAEEIEIZEREE Axial depth of cutting
ae : REIIHIRE Radial depth of cutting
DC : 7]J48 Diameter of cutting

EPM 3000 — CARBIDE END MILL §&3fis%0 |
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SQUARE

I EPM 3000 758n o

-

th‘ = o P ———— s 'ste ]
N
APMX

LF

EED OO0 PY T

IHIER NIIRE HEE
ERELSERE Model No 4% Price

DC APMX DCON

S EPM3050 ° 5 12.5 5 50

S EPM3055L1165 55 16.5 6 50

S EPM3060 6 15 6 50

S EPM3080 8 20 8 60

S EPM3100 10 25 10 75

(o) EPM3100L130 10 30 10 75
EPM 300051 U] il 22 8

The Cutting Data For EPM 3000 Series

#WNIME ] T
Material GQUOASICEY QoL SIS G

EE (mm) Shank 5 515} 6 8 10
43 n (min) 3800 3500 3100 2300 1900
gg Bi#% Slotted 180 180 180 180 180
gf% {8 Side 700 500 600 580 580

HIFRE Cutting depth
BIHE Slotted {32 Side
ap<0.5DC

DC

ap : BYEILIAEIRE Axial depth of cutting
ae : fREIHIFRE Radial depth of cutting
DC : 7] Diameter of cutting
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SQUARE

4 J)FBIMILERTD
' GMM 4000 4 Fluiies (;Jarbied End Mill

CEENESTESRE | DCON

FETHOOAOOOST T

ISR NRE

EmMEEE Model No @ Price
APMX
GMM4010 ° 1 25 4 50
GMM4010L103 ° 1 3 4 50
GMM4015 ° 15 3.75 4 50
S GMM4015L103 ° 15 3 4 50
GMMA4015L104 ° 15 4 4 50
GMMA4020 ° 2 5 4 50
GMM4020L 106 ° 2 6 4 50
GMM4025 ° 25 6.25 4 50
GMMA4025L107 ° 25 7 4 50
S GMMA4025L106 ° 25 6 4 50
GMM4025L1075 ° 25 75 4 50
GMMA4030 ° 3 75 4 50
GMMA4030L112D6 ° 3 12 6 50
GMMA4030L109 ° 3 9 4 50
GMM4035 ° 35 8.75 4 50
GMM4040 ° 4 10 4 50
GMM4040L 112 ° 4 12 4 50
GMM4045 ° 45 | 1125 6 50
GMMA4050 ° 5 12,5 6 50
GMM4050L115 ° 5 15 6 50
GMM4055 ° 55 | 1375 6 50
GMMA4060 ° 6 15 6 50
GMM4065 ° 65 | 16.25 8 60
GMM4070 ° 7 175 8 60
GMM4075 ° 75 | 1875 8 60

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

THIER INRE

ERREE Model No i {E#% Price
DC APMX
GMM4080 [ 8 20 8 60
GMM4085 [ ] 8.5 21.25 10 75
GMM4090 ([ ] © 22.5 10 75
GMM4095 [ ] 9.5 23.75 10 75
GMM4100 [ 10 25 10 75
GMM4105 [ ] 10.5 26.25 12 75
GMM4110 [ ] 1 275 12 75
GMM4115 [ ] 1.5 28.75 12 75
GMM4120 [ 12 30 12 75
GMM4130 [ ] 13 32.5 16 100
GMM4140 [ ] 14 35 16 100
GMM4150 [ ] 15 37.5 16 100
GMM4160 ([ ] 16 48 16 100
GMM4170 [ ] 17 425 20 100
GMM4180 [ ] 18 45 20 100
GMM4190 [ ] 19 475 20 100
GMM4200 ([ ] 20 50 20 100
GMM4220 [ ] 22 55 25 100
GMM4250 [ ] 25 62.5 25 100
GMM 400025 24
The Cutting Data For GMM 4000 Series
WINTHE TR
Material QESIEE] Stainless steel Rl
B (mm) Shank 4 6 8 10 12 16 20 25
& n (min) 4800 3100 2300 1900 1600 1200 1060 800
gg B Soted | 270 | 240 | 240 | 240 | 240 | 270 | 250 | 230
‘gfﬁ {8l Side 950 650 750 750 550 400 400 320
HIHIEEE B Sloted g Side

Cutting depth

ap<0.5DC ap=1.5DC
ap : BRI EIHIRE Axial depth of cutting
ac : fREILIHIRE Radial depth of cutting

DC : 7] Diameter of cutting

DC
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SQUARE

B8 4 D3RI T)
' MU-EMM 4000 4 Flutes RounLdLed Land Carbide End Mill

- |DCON

LF

0D@ODOSHT T

ISR NRE

EREE Model No B Price
APMX
MU-EMM4030 [ 3 7.5 4 50
MU-EMM4030L109D6 [} 3 9 6 50
MU-EMM4030D6 [} 3 7.5 6 50
MU-EMM4040 [ J 4 10 4 50
MU-EMM4040D6 [ 4 10 6 50
MU-EMM4040L112 [} 4 12 4 50
MU-EMM4040L112D6 [ J 4 12 6 50
MU-EMM4050 [ ] 5 12.5 6 50
MU-EMM4050L115 [ 5 15 6 50
MU-EMM4060 [ 6 15 6 50
MU-EMM4060L118 [} 6 18 6 50
MU-EMM4060E1 [ J 6 15 6 75
MU-EMM4070 [ 7 17.5 8 60
MU-EMM4070L121 [} 7 21 8 60
MU-EMM4080 [ J 8 20 8 60
MU-EMM4080L124 [ J 8 24 8 60
MU-EMM4090 [ 9 225 10 75
MU-EMM4090L127 [} 9 27 10 75
MU-EMM4100 [ ) 10 25 10 75
MU-EMM4100L130 [ J 10 30 10 75
MU-EMM4120 [ 12 30 12 75
MU-EMM4120L136 [} 12 36 12 75

% F5#ETHE - % Continued on next page.

MU-EMM 4000 — CARBIDE END MILL §&3fifs%0 | B35



MU

EMM @cﬁain%g@tﬂ‘ama

F 71
SQUARE

TIHIER NRE

R Model No wm {4 Price
DC APMX
MU-EMM4140 [ ] 14 35 16 100
MU-EMM4160 [ ) 16 48 16 100
MU-EMM4160L160M [ ] 16 60 16 150
MU-EMM4200 [ ] 20 50 20 100
MU-EMM 4000 2% U i1 22 8
The Cutting Data For MU-EMM 4000 Series
WINTHE kil TR 5 88
Material Stainless steel (Rl
E& (mm) Shank 4 6 8 10 12 16 20
EZ3% n (min) 4800 3100 2300 1900 1600 1200 1060
g E BE48 Slotted 270 240 240 240 240 270 250
3§f {832 Side 950 650 750 750 550 400 400

LJEIRE Cutting depth
BE4E Slotted {H32 Side

aps0.5DC

DC

ap : BIEIIHEIRRE Axial depth of cutting
ae : fEELHIEE Radial depth of cutting
DC : 7J48 Diameter of cutting
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SQUARE

B% 4 DERIMIIEETD
' MU'GMM 4000 4 Flutes RounLdLed Land Carbide End Mill

!

APMX

- |DCON

LF

EEEDOOROIOOY TP

IHIER NIIRE
ERELSERE Model No 4% Price

APMX

MU-GMM4010 [ ] 1 25 4 50
MU-GMM4020 [ ] 2 5 4 50
MU-GMM4030 [ ] 3 7.5 4 50
MU-GMM4030L109 [ ] 3 9 4 50
MU-GMM4030D6 [ ] 3 7.5 6 50
MU-GMM4031L1093 [ ] 3.1 9.3 4 50
MU-GMM4032L.1096 ([ ] 3.2 9.6 4 50
MU-GMM4033L1099 ® 3.3 9.9 4 50
MU-GMM4034L1102 (] 34 10.2 4 50
MU-GMM4035D6 [ ] 3.5 8.75 6 50
MU-GMM4035L1105 ([ ] 3.5 10.5 4 50
MU-GMM4036L1108 ® 3.6 10.8 4 50
MU-GMM4037L1111 (] 3.7 1.1 4 50
MU-GMM4038L1114 [ ] 3.8 1.4 4 50
MU-GMM4039L1117 (] 3.9 1.7 4 50
MU-GMM4040 ® 4 10 4 50
MU-GMM4040D6 (] 4 10 6 50
MU-GMM4040L112 L] 4 12 4 50
MU-GMM4040L112D6 L] 4 12 6 50
MU-GMM4041L1123 ® 4.1 12.3 6 50
MU-GMM4042L1126 (] 4.2 12.6 6 50
MU-GMM4043L1129 ® 4.3 12.9 6 50
MU-GMM4044L.1132 ® 4.4 13.2 6 50
MU-GMM4045L1135 ® 4.5 13.5 6 50
MU-GMM4046L.1138 ® 4.6 13.8 6 50
MU-GMM4047L1141 ® 4.7 141 6 50

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

EIEE MTRE
R Model No wm {4 Price

DC APMX

MU-GMM4048L 1144 ® 438 14.4 6 50
MU-GMM4049L 1147 ° 49 147 6 50
MU-GMM4050 ® 5 125 6 50
MU-GMM4050L115 ) 5 15 6 50
MU-GMM4050L120H ® 5 20 6 100
MU-GMM4051L.1153 ) 5.1 15.3 6 50
MU-GMM4052L1156 () 5.2 15.6 6 50
MU-GMM4053L.1159 ) 53 15.9 6 50
MU-GMM4054L.1162 ° 5.4 16.2 6 50
MU-GMM4055 ) 55 13.75 6 50
MU-GMM4055L.1165 () 55 16.5 6 50
MU-GMM4056L.1168 ) 5.6 16.8 6 50
MU-GMM4057L.1171 o 5.7 17.1 6 50
MU-GMM4058L1174 ) 5.8 17.4 6 50
MU-GMM4059L.1177 () 5.9 17.7 6 50
MU-GMM4060 ° 6 15 6 50
MU-GMM4060L.118 o 6 18 6 50
MU-GMM4060E1 ° 6 15 6 75
MU-GMM4061L.1183 () 6.1 18.3 8 60
MU-GMM4062L1186 ° 6.2 18.6 8 60
MU-GMM4063L.1189 ° 6.3 18.9 8 60
MU-GMM4064L1191 ® 6.4 19.1 8 60
MU-GMM4064L1192 ® 6.4 19.2 8 60
MU-GMM4065 ® 6.5 16.25 8 60
MU-GMM4065L.1195 ® 6.5 19.5 8 60
MU-GMM4066L.1198 ® 6.6 19.8 8 60
MU-GMM4067L1201 ® 6.7 20.1 8 60
MU-GMM4068L1204 ° 6.8 20.4 8 60
MU-GMM4069L 1207 ® 6.9 20.7 8 60
MU-GMM4070 L] 7 17.5 8 60
MU-GMM4070L121 ® 7 21.0 8 60
MU-GMM4071L1213 ® 7.1 21.3 8 60

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

EIEE MTRE
R Model No wm {4 Price

APMX

MU-GMM4072L.1216 ) 7.2 21.6 8 60
MU-GMM4073L1219 ) 7.3 21.9 8 60
MU-GMM4074L1222 ° 7.4 222 8 60
MU-GMM4075 ) 75 18.75 8 60
MU-GMM4075L1225 ° 7.5 225 8 60
MU-GMM4076L.1228 ) 76 22.8 8 60
MU-GMM4077L1231 ° 7.7 23.1 8 60
MU-GMM4078L.1234 ° 7.8 23.4 8 60
MU-GMM4079L.1237 ° 7.9 23.7 8 60
MU-GMM4080 ° 8 20 8 60
MU-GMM4080E1 ° 8 20 8 75
MU-GMM4080H ° 8 20 8 100
MU-GMM4080M o 8 20 8 150
MU-GMM4080L 124 ° 8 24 8 60
MU-GMM4081L1243 ° 8.1 24.3 10 75
MU-GMM4082L.1246 ° 8.2 24.6 10 75
MU-GMM4083L.1249 o 8.3 24.9 10 75
MU-GMM4084L1252 ° 8.4 25.2 10 75
MU-GMM4085L.1255 ° 8.5 255 10 75
MU-GMM4086L.1258 o 8.6 25.8 10 75
MU-GMM4087L1261 (] 8.7 26.1 10 75
MU-GMM4088L1264 ® 8.8 26.4 10 75
MU-GMM4089L1267 L] 8.9 26.7 10 75
MU-GMM4090 L] 9 22,5 10 75
MU-GMM4090L 127 L] 9 27 10 75
MU-GMM4091L.1273 L] 9.1 27.3 10 75
MU-GMM4092L.1276 L] 9.2 27.6 10 75
MU-GMM4093L.1279 ® 9.3 27.9 10 75
MU-GMM4094L130 L] 9.4 30 10 75
MU-GMM4094L.1282 ® 9.4 28.2 10 75
MU-GMM4095L.1285 ® 9.5 28.5 10 75
MU-GMM4096L.1288 L 9.6 28.8 10 75

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

EIEE MTRE
R Model No wm {4 Price

DC APMX

MU-GMM4097L.1291 [} 9.7 29.1 10 75
MU-GMM4098L 1294 [ 9.8 29.4 10 75
MU-GMM4099L.1297 [ J 9.9 29.7 10 75
MU-GMM4100 [ J 10 25 10 75
MU-GMM4100H [} 10 25 10 100
MU-GMM4100L130 [ 10 30 10 75
MU-GMM4100L130H [} 10 30 10 100
MU-GMM4110 [ 1 275 12 75
MU-GMM4120 [ 12 30 12 75
MU-GMM4120L136 [ ] 12 36 12 75
MU-GMM4120H [ ] 12 30 12 100
MU-GMM4120L155H [ ] 12 55 12 100
MU-GMM4140 [ ] 14 35 16 100
MU-GMM4160 [ ] 16 48 16 100
MU-GMM4160M [ ] 16 48 16 150
MU-GMM4180 [ ] 18 45 20 100
MU-GMM4200 [ 20 50 20 100
MU-GMM 4000251 Y] i1 22 8
The Cutting Data For MU-GMM 4000 Series
#WINTHE ki TR i5 8
Material Stainless steel (eZEAI{]))
EE (mm) Shank 4 6 8 10 12 16 20
& n (min) 4800 3100 2300 1900 1600 1200 1060
g g BAE Slotted 270 240 240 240 240 270 250
Epd
3§f {832 Side 950 650 750 750 550 400 400

IR Cutting depth
BA1E Slotted 32 Side

ap<0.5DC

DC

ap : BHELIHEIRE Axial depth of cutting
ae : fEEEEIFE Radial depth of cutting
DC : 7J48 Diameter of cutting
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SQUARE
4 BELRIRISIMTISE )
l MUZ'GPM 4000 4 F\ute/s Rount?ed La#d Double Edge Carbide End Mill

DC Ny Sisiininiseimeive | DCON

APMX

LF

CEEH OO0 Y T

THIERE NRE

EfREYSE Model No

APMX
MU2-GPM4040 ) 4 10 4 50
MU2-GPM4050 [ J 5 12.5 6 50
@ MU2-GPM4050L115 [ 5 15 6 50
MU2-GPM4060 [ J 6 15 6 50
MU2-GPM4060L118 [ 6 18 6 50
MU2-GPM4070L121 [ J 7 21 8 60
MU2-GPM4080 [ 8 20 8 60
MU2-GPM4080L 124 [ 8 24 8 60
MU2-GPM4100 [ J 10 25 10 75
MU2-GPM4100L130 [ ] 10 30 10 75
MU2-GPM4120 ([ ] 12 30 12 75
MU2-GPM4120L136 [ 12 36 12 75
MU2-GPM4160 (] 16 48 16 100
MU2-GPM4200 L] 20 50 20 100
MU2-GPM 4000 &5 LIMIZ2 B wmrws
The Cutting Data For MU2-GPM 4000 Series Material \GASEEY G CIISICE]
E1® (mm) Shank 4 6 8 10 12 16 20
& n (min) 6000 4000 2900 2400 1900 1500 1200
’gg Bt Slotted 420 420 420 420 420 420 420
g% {8l Side 1100 800 950 750 500 480 400
PR FAfE Slotted fAl3Z Side
Cutting depth ap=150C

ap<0.5DC ap : BAE]E)EIEE Axial depth of cutting

ae : REHIHRE Radial depth of cutting
DC : 7]48 Diameter of cutting

DC
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SQUARE

APVIX FEAE
LF

Unequal Division

B1°54 B2’
CEED 00000 08T D

ISR NRE

REHE 4 DERMIHT) 81
' MUH'GMM 4000 4 Flutes Unequal DLiLvision Carbide End Mill @
bC e v e —ECON B2’

EREE Model No B Price
APMX
MUH-GMM4040 [ ] 4 10 4 50
@ MUH-GMM4040L112 [ ] 4 12 4 50
MUH-GMM4060 [ ] 6 15 6 50
MUH-GMM4070 [ 7 17.5 8 60
MUH-GMM4080 [ ] 8 20 8 60
MUH-GMM4080L124 [ ] 8 24 8 60
MUH-GMM4100 [ ] 10 25 10 75
MUH-GMM4100L130 [ ] 10 30 10 75
MUH-GMM4100H [ 10 25 10 100
MUH-GMM4120 L] 12 30 12 75
MUH-GMM4120L136 (] 12 36 12 75
MUH-GMM4160 ® 16 48 16 100
MUH-GMM4200 ® 20 50 20 100

MUH-GMM 4000 R5 VI8 wmrse T )
The Cutting Data For MUH-GMM 4000 Series Material \@EIBY Stainless steel &L
E7% (mm) Shank 4 6 8 10 12 16 20
H55& n (min) 6000 4000 2900 2400 1900 1500 1200
gg B4# Slotted 420 420 420 420 420 420 420
3’% {A;2 Side 1100 800 950 750 500 480 400
TEFEE B8 Slotted 32 Side

Cutting depth

ap<0.5DC ap=1.5DC

)

p : BHEITIEIRE Axial depth of cutting
e : fRELHIRE Radial depth of cutting
DC : 7]48 Diameter of cutting

o

DC
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(2 J(%)

TERE
Unequal Spiral

A= A2

REDEIREIRIE 4 THFMILHT)
4 Flutes Unequal Spiral & Unequal Division Carbide End Mill

®
@ EHain Echaintool cutting tools

\B@

— RS | DCON

B2°
FEHE

Unequal Division

B1° 4= B2’

EEZD 00O OPOY D

i ol N MEE | DNEE it e
DC APMX
MUH-IMM4030L109 ° 3 9 4 50
MUH-IMM4035L.109 ° 35 9 4 50
MUH-IMM4040 [ ] 4 10 4 50
MUH-IMM4040L112D6 ° 4 12 6 50
MUH-IMM4060 [ ] 6 15 6 50
MUH-IMM4060L.118 ° 6 18 6 50
MUH-IMM4070 [ ] 7 17.5 8 60
MUH-IMM4070L121 ° 7 21 8 60
MUH-IMM4070L130E1 [ ] 7 30 8 75
MUH-IMM4080 [ ] 8 20 8 60
MUH-IMM4080L 124 ° 8 24 8 60
MUH-IMM4095 ° 9.5 23.75 10 75
MUH-IMM4100 [ ] 10 25 10 75
MUH-IMM4100L130 ° 10 30 10 75
MUH-IMM4120 ° 12 30 12 75
MUH-IMM4120H ) 12 30 12 100
MUH-IMM4120L136 ° 12 36 12 75
MUH-IMM4120L145H ° 12 45 12 100
MUH-IMM4120L155H [ ] 12 55 12 100
MUH-IMM4140 ) 14 35 16 100
MUH-IMM4150 ° 15 37.5 16 100
MUH-IMM4160 ° 16 48 16 100
% SHETE- ¢ Continued on next page.
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SQUARE

TIHIER INRE

ERREE Model No i {E#% Price
DC APMX
MUH-IMM4160L155 [} 16 55 16 100
MUH-IMM4180 [ ] 18 45 20 100
MUH-IMM4200 [ ] 20 50 20 100
S MUH-IMM4200L 1130R ° 20 130 20 200
MUH-IMM 4000 2 %1 t7) i1 22 8
The Cutting Data For MUH-IMM 4000 Series
WNIHME $ TR 58
Material Stainless steel eEEAl]))
BH7& (mm) Shank 4 6 8 10 12 16 20
& n (min) 6000 4000 2900 2400 1900 1500 1200
’gg BH#E Slotted 420 420 420 420 420 420 420
35 {ali2 Side 1100 800 950 750 500 480 400

1EIRE Cutting depth
BA#E Slotted fA3 Side

ap<0.5DC

DC

ap : BAMELIHEIFRE Axial depth of cutting
ac : fREITIYIRE Radial depth of cutting
DC : 7J4® Diameter of cutting
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SQUARE
REDEIRFIRIE 4 TIRMMILET] — BUMARB
' MUH'IMM 4000'DIN 4 Flutes Unequal Spiral & U%equal Division Carbide End Mill-DIN \BV

TERE 0
Unequal Spiral DC
A= A2

B2°
FEHE

Unequal Division

B1° 4= B2’

) QDO D

DCON

ISR NRE BER BERR

EREE Model No B Price
APMX
MUH-IMM4040-DIN 4 10 4 50
MUH-IMM4040D6-DIN ® 4 10 6 50
@ MUH-IMM4060-DIN [ ] 6 12 6 50
MUH-IMM4080-DIN ® 8 20 8 60
MUH-IMM4100-DIN [ ] 10 25 10 75
MUH-IMM4120-DIN [ ] 12 30 12 75
MUH-IMM4160-DIN 16 48 16 100
MUH-IMM4200-DIN [ ] 20 50 20 100

MUH-IMM 4000-DIN 2 %] U] §i 22

The Cutting Data For MUH-IMM 4000-DIN Series

%ﬁ?JHIHE T4
Material @SIEE Stainless steel (Rl

HfE (mm) Shank 4 6 8 10 12 16 20
#3& n (min) 6000 4000 2900 2400 1900 1500 1200
g% Bi4% Slotted 420 420 420 420 420 420 420
533% {81 Side 1100 800 950 750 500 480 400

YR E Cutting depth

BH4E Slotted A2 Side
ap<0.5DC
DC ae<0.1DC

ap : BAMEILIHIFRE Axial depth of cutting
ac : fREILTIYIRRE Radial depth of cutting
C : 7]48 Diameter of cutting

MUH-IMM 4000-DIN — CARBIDE END MILL §58fif8%70 | B45
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A1°

TEIRE
Unequal Spiral

A= A2

FERE

Unequal Division

B1°= B2

Roume e Unsepe] Sipie] Unsepe] Rivision

A5 sl avisyl
AIEIeS il
FEAARARBEERNTAR

Unequal division to improve seismic resistance of high-speed feed machining.

AEREAFIREEMI AR

Unequal helix angle to improve high tree processing resistance to chipping.

IRNEFAERA35°/38°5%5t » TIIKADEIARIRIEBAES - B I)ERSE - E87)0955H]

RFEABIEE - RIS D RETRISFFOVIHIRENES - BRRESSES0I0T

REMIESTDESN © [HA UIYBIERE - AIEHIITIEBRR - B THELROER
Helix angle 35°/38° design, the cutting edge adopts the division angle and the spiral angle are not equal
change the feed per blade make the milling waveform of each edge no longer the same It can effectively
reduce and avoid the vibration pattern generated during side milling conducive to high quality machining
surfaces and improved tool life, special U-shaped groove design Makes the commissioner with excellent
chip removal effect during the plunge milling process reduce workpiece generation port burrs.

f@ﬁﬂﬁg Processing on

R =
. Alloggteel Stainless Steel Cast Iron
&% R RERH ol
Side Milling Angular Plunge Grinding  Full Slot
tﬂﬁu%ﬁ The Cutting Data PIHEIZRE Cutting depth
EE(mm)Shank | 4 | 6 | 8 | 10 |12 | 16 | 20 | PMESlted] | o
#85K n (min) 6000 | 4000 | 2900 | 2400 | 1900 |1500 |1200 ~Doc

BA#E Slotted | 420 | 420 | 420 | 420 | 420 | 420 | 420 {2 Side

{B;2 Side | 1100 | 800 | 950 | 750 | 500 | 480 | 400

(unwywiw)
S N S

ap : BHEIIH)RE Axial depth of cutting  ae : fREFIHIRE Radial depth of cutting  DC : JJ{8 Diameter of cutting
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SQUARE
BEBREDEIREIRIE 4 TIHHMILHET)
' MUH FMM 4000 Round land Unequal Spiral Unequal Division 4 Flutes Carbide End Mill

Ale A2 B1°

TERE
Unequal Spiral  pg

A= A2 peon

B2°
FERE

Unequal Division

LF B1°7&BZ°
D O Je@@@@®®

i ol N MEE | D78 me2R |
APMX
MUH-FMM4020L106 2 6 4 50
MUH-FMM4030L109 3 9 4 50
MUH-FMM4040L 112 4 12 4 50
MUH-FMM4050L115 5 15 6 50
MUH-FMM4060 6 15 6 50
MUH-FMM4060L118 ° 6 18 6 50
MUH-FMM4080 8 20 8 60
MUH-FMM4080L 124 8 24 8 60
MUH-FMM4100 10 25 10 75
MUH-FMM4100L130 10 30 10 75
MUH-FMM4120 12 30 12 475
MUH-FMM4120L.136 12 36 12 75
MUH-FMM4160 16 48 16 100
MUH-FMM4200 20 50 20 100

0000000000000 0

- 1] = o = o4
MUH-FMM 4000 2% V) 128 wmiuns (TR

The Cutting Data For MUH-FMM 4000 Series Material
EI1E (mm) Shank 4 6 8 10 12 16 20
#35% n (min) 6000 4000 2900 2400 1900 1500 1200
g% R## Slotted 420 420 420 420 420 420 420
gﬁ% {2 Side 1100 800 950 750 500 480 400
1IYEE BA#E Slotted ap20500 {32 Side
Cutting depth : BYEIHIZRRE Axial depth of cutting

: FREL)YIERE Radial depth of cutting
: 7)4% Diameter of cutting
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SQUARE
BEBTREDEIREIRIE 4 TIHHMILHET
l MUH'IGM 4000 Round land Unequal Spiral Une\atal Division 4 Flutes Carbide End Mill \81"

U T%ﬁﬁ iral B2
nequal Spira D{ " | bcon
R o TERE
A1 # A2 w Unequal Division

APMX

LF B1° = B2’

@@@@@

CEEIBDOODE

i ol N puEE | nsE me2R |
APMX
MUH-IGM4040 [} 4 10 4 50
MUH-IGM4040L112 ° 4 12 4 50
@ MUH-IGM4050 ) 5 12.5 6 50
MUH-IGM4060 ° 6 15 6 50
MUH-IGM4060L118 6 18 6 50
MUH-IGM4080 [ 8 20 8 60
MUH-IGM4080L 124 [ J 8 24 8 60
MUH-IGM4100 [ 10 25 10 75
MUH-IGM4100L130 [ J 10 30 10 75
MUH-IGM4120 ° 12 30 12 75
MUH-IGM4120L136 12 36 12 75

. % — -
MUH-IGM 400025 V) HI2 8 wmrwe W %

73
Carbon Steel

The Cutting Data For MUH-IGM 4000 Series Material
E{& (mm) Shank 4 6 8 10 12 16 20
3& n (min) 6000 4000 2900 2400 1900 1500 1200
g% BH#Y Slotted 420 420 420 420 420 420 420
~%§ & Side 1100 800 950 750 500 480 400

HJEIRE Cutting depth
BHfE Slotted {H32 Side

ap=<0.5DC

DC

ap : BAREIEIHIERE Axial depth of cutting
ac : fREIIHIRE Radial depth of cutting
DC : 7J4® Diameter of cutting

B48 | CARBIDE END MILL §§3i#§%/) — MUH-IGM 4000
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I MUH-IEM 4000

At°

I

T E IR T
Unequal Spiral D{
A= AZ? E

BEBTEDBIRERNE 4 DINMWMIIHET)

Round land Unequal Spiral Unequal Division 4 Flutes Carbide End Mill B1°

A2°

APMX

B2°

——Ty—————— o Rl

FERE

Unequal Division

LF B1° 54 B2’

ERELSERE Model No

MUH-IEM4040

MUH-IEM4040L112

CEED QDD DO TP

MUH-IEM4040L112D6

MUH-IEM4050L115

MUH-IEM4060

MUH-IEM4060L118

MUH-IEM4070L121

MUH-IEM4080

MUH-IEM4080L 124

MUH-IEM4100

MUH-IEM4100L130

MUH-IEM4120

MUH-IEM4120L136

ISR NRE

1% Price
APMX
4 10 4 50
4 12 4 50
4 12 6 50
5 15 6 50
6 15 6 50
6 18 6 50
7 21 8 60
8 20 8 60
8 24 8 60
10 25 10 75
10 30 10 75
12 30 12 75
12 36 12 75

MUILIEN 1000 AINSH ez
The Cutting Data For MUH-IEM 4000 Series ~ Material GllASCLY QeI ]

BE (mm) Shank 4 6 8 10 12 16 20
#3& n (min) 6000 4000 2900 2400 1900 1500 1200
g% B4 Slotted 420 420 420 420 420 420 420
%% A3 Side 1100 800 950 750 500 480 400
TEFEE BA#E Slotted {83 Side
Cutting depth ap<0.50C ap=150C  ap : BEIIMISRRE Axial depth of cutting

DC

ae : fREIYIFE Radial depth of cutting
DC : 7J4& Diameter of cutting

MUH-IEM 4000 — CARBIDE END MILL §58/i8%70 |
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SQUARE

BEEREDEIRHIRIE 3 DHRIRIHILE
' MUH'IPM 3000L1 Round Land Uni{iﬁESpgﬂiffeﬂc?i%ﬁsion

Seismic Performance 3 Flutes Carbide End Mill

TERIE
Unequal Spiral

(R —————— e | b | 610 \ |
At = AZ? '

FEHE| Unequal Division
LF B1°# BZ"# B3°

QD@OOBOT TN

ISR NRE BER
EREE Model No B4 Price
APMX DCON
MUH-IPM3040L112 [ ] 4 12 4 50
MUH-IPM3040L112D6 [ 4 12 6 50
MUH-IPM3050L115 [ ] 5 15 6 50
MUH-IPM3060L118 [ 6 18 6 50
MUH-IPM3080L 124 [ J 8 24 8 60
MUH-IPM3100L130 [ ] 10 30 10 75
MUH-IPM3120L136 12 36 12 75
MUH-IPM3160L148 16 48 16 100

MUH-IPM 3000L1 2% V) & 228

The Cutting Data For MUH-IPM 3000L1 Series

wWMIME 210 i
Material GQUOASICEY QLIS G

HfE (mm) Shank 4 6 8 10 12 16 20
55 n (min) 6000 4000 2900 2400 1900 1500 1200
gg BA#E Slotted 360 360 300 300 280 230 230
g\% {8i& Side 540 480 480 480 400 400 400

HIHIZRE Cutting depth
Bt Slotted i Side

ap<0.5DC ap=1.5DC

DC

ap : BRE YR Axial depth of cutting
ae : fREILIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

B50 | CARBIDE END MILL §&3fii$%7) — MUH-IPM 3000L1
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SQUARE
BEBTEDEIRERIE 4 DNRIBHMILHT)
' MUH'IPM 4000 Round Land Unequal Spira\né(‘;f)neqt:é\ Division

Seismic Performance 4 Flutes Carbide End Mill

At1° A2°

TERbE - . - .
Unequal Spiral D%I — ——— | DCON FEAE
A1° # A2° - —_—— Unequal Division

_APMX__| L B1° = B2°

|
EEZB OO0 Y

ISR NRE

EmMEEE Model No @ Price
APMX
MUH-IPM4040 () 4 10 4 50
MUH-IPM4040D6 ° 4 10 6 50
MUH-IPM4050 ® 5 125 6 50
@ MUH-IPM4050L115 ) 5 15 6 50
MUH-IPM4060 [ 6 15 6 50
MUH-IPM4060L118 o 6 18 6 50
@ MUH-IPM4070L121 ® 7 20 8 60
MUH-IPM4080 ) 8 20 8 60
MUH-IPM4080L 124 ® 8 24 8 60
@ MUH-IPM4086 ) 8.6 215 10 75
MUH-IPM4090 [ 9 22,5 10 75
MUH-IPM4100 ° 10 25 10 75
MUH-IPM4100L130 ® 10 30 10 75
@ MUH-IPM4100L135 ® 10 35 10 75
MUH-IPM4120 L] 12 30 12 75
MUH-IPM4120L136 ® 12 36 12 75
MUH-IPM4160 ® 16 48 16 100
MUH-IPM4160L170M ® 16 70 16 150
MUH-IPM4200 L] 20 50 20 100
MUH-IPM4200L160M ® 20 60 20 150
MUH-IPM4200L170M L] 20 70 20 150
MUH-IPM4200L180M L4 20 80 20 150

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

IPM FO
RN €02 CHBIN i 0105

MUH-IPM 4000231 ) 22 8

The Cutting Data For MUH-IPM 4000 Series

#WINLIAME S ik 8
Material GUORSICE]Y Qe S NESICE
Ef& (mm) Shank 4 6 8 10 12 16 20
#F3% n (min) 6000 4000 2900 2400 1900 1500 1200
SE | mmsoted | 480 350 350 300 300 300 300
3§f {8132 Side 720 640 580 580 580 480 400
1IHI;RE Cutting depth
BAHE Slotted fAli Side

ap<0.5DC

DC

ap : BEEIHEIRRE Axial depth of cutting
ae : fEELHIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

| CARBIDE END MILL §&3fi$%7]) — MUH-IPM 4000
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@EHain Echaintool cutting tools F:FPJ!'W

SQUARE
REDEIRFRICES 4 DIRMILFET
' MUH'FPM 4000 Round Land Unequal Spiral & Uﬁnqual Division 4 Flutes Carbide End Mill

A1? A2°

TR S e . .
Unequal Spiral  pc e ——— | DCON FEaEl
A1° 7& A2° Unegqual Division

APMX
——— LF B1° 54 B2’

b YN E LAY : 1 N SINING

ISR NRE

EREE Model No B Price
APMX
MUH-FPM4020L106 [ ] 2 6 4 50
MUH-FPM4030L109 [ ] 3 9 4 50
MUH-FPM4040L112 [ ] 4 12 4 50
MUH-FPM4050L115 [ ] 5 15 6 50
MUH-FPM4060 [ ] 6 15 6 50
MUH-FPM4060L118 [ ] 6 18 6 50
MUH-FPM4080 [ ] 8 20 8 60
MUH-FPM4080L124 [ 8 24 8 60
MUH-FPM4100 [} 10 25 10 75
MUH-FPM4100L130 [ 10 30 10 75
MUH-FPM4120 [} 12 30 12 75
MUH-FPM4120L136 [ 12 36 12 75
MUH-FPM4160 [} 16 48 16 100
MUH-FPM4200 [ 20 50 20 100

- NA Y P R
MUH-FPM 400025 V)18 wnwse

The Cutting Data For MUH-FPM 4000 Series Material
BE1& (mm) Shank 6 8 10 12 16 20
#33E n (min) 4000 2900 2400 1900 1500 1200
g% B1E Slotted 420 420 420 420 420 420
ggf {8)i& Side 800 950 750 500 480 400
YR E BAtE Slotted fAliE Side
Cutting depth aps0.5DC ap=15DC ap : EHEIJHIIRE Axial depth of cutting
ae : fREILHIFRE Radial depth of cutting
“oc 2e=0.10C| DC @ 7]8 Diameter of cutting

MUH-FPM 4000 — CARBIDE END MILL §§3@i8%0 | B53
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SQUARE

| LUH-IMM 4000 reassmsssn

Turning And Milling Center Carbide End Mill }B']
A2°

A1°

TERRE =
Unequal Spiral DC DCON B2°
A1 o # A20 *%ﬁgu

Unequal Division

LF B1° = B2’
00@O0® D

IHIER NIIRE HEE
ERELSERE Model No 4% Price
APMX DCON
LUH-IMM4080 [ ] 8 8 8 40
LUH-IMM4080D6 8 8 6 40
LUH-IMM4100D6 10 10 6 40
LUH-IMM4120D10 [ J 12 12 10 40
LUH-IMM4160D10 [} 16 16 10 40

LUH-IMM 40002 51 &) 5122 8

The Cutting Data For LUH-IMM 4000 Series

Material @RIEE! Stainless steel Rl

E£& (mm) Shank 6 8 10
83 n (min) 4000 2900 2400
3% | o sotes 420 420 420
S&
S e sice 800 950 750

HJEIRE Cutting depth
BA#E Slotted {3 Side

ap<0.5DC

DC

ap : BAELHEIRE Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
DC : 7J4% Diameter of cutting

B54 | CARBIDE END MILL §§3fii%7] — LUH-IMM 4000



I GMM 6000

6 DREMIEET]
6 Flutes Carbide End Mill

® GM
@ EHain Echaintool cutting tools e

e Mol mmEs | snsE e
DC APMX
GMM6040 ° 4 10 4 50
GMM6045 ° 45 11.25 6 50
GMMB050 ° 5 125 6 50
GMM6060 ° 6 15 6 50
GMMB060L118 ° 6 18 6 50
GMMB080 ° 8 20 8 60
GMM6100 ° 10 25 10 75
GMM6120 ° 12 30 12 75
GMM6160 ° 16 48 16 100
GMM6200 ° 20 50 20 100
GMM6250 ° 25 62.5 25 100
GMM 6000251 )i 228 WINTHE Er L & i
The Cutting Data For GMM 6000 Series Material @SIEE] Stainless steel (EEEAI{]))
4 (mm) Shank 6 8 10 12 16 20 25
#% n (min) 3100 | 2300 | 1900 | 1600 | 1200 | 1060 | 800
gfg B#E Slotted 300 | 360 | 360 | 360 | 405 | 405 | 350
%% fAli& Side 1000 | 1150 | 1150 | 850 | 600 | 480 | 480

ap<0.5DC

DC

LJEI;EE Cutting depth
BH1E Slotted

Rl

Side

: BiE) IR Axial depth of cutting
: R E)EIFE Radial depth of cutting
: 7]42 Diameter of cutting

GMM 6000 — CARBIDE END MILL £k |




FM/RM
CMM

o :
&2 CHBI =94 7a

F 71
SQUARE

' FM_CMM 4000 #BES 4 SDEREMAREETD

4 Flutes Fine Pitch & Finishing Roughing Carbide End Mill

DC ~eremrre=—=4 | DCON
| APMX
e L JEleYe )T ICINgIN
1
nEEE | ansE
EmMEEE Model No {&1& Price
APMX
FM-CMM4060 [ ] 6 15 6 50
FM-CMM4080 [ ] 8 20 8 60
FM-CMM4100 [ ] 10 25 10 75
FM-CMM4120 o 12 30 12 75
FM-CMM4120L136 [ ] 12 36 12 75
FM-CMM4160 [ ] 16 48 16 100

FHES 4 S5 T)
' RM'CMM 4000 4 Flutes Fine Pitch & Roughing Carbide End Mill

EmBI%E Model No

{B8#& Price

RM-CMM4050 [ ] 5 12.5 6 50
RM-CMM4060 [ ] 6 15 6 50
RM-CMM4080 [ J 8 20 8 60
RM-CMM4100 [ ] 10 25 10 75
RM-CMM4120 [ ] 12 30 12 75
RM-CMM4120L136 [ 12 36 12 75
RM-CMM4160 [ J 16 48 16 100

FM-CMM 4000 + RM-CMM 4000 2 51 t7] i1 22 8

The Cutting Data For FM-CMM 4000 vs RM-CMM 4000 Series

Material GSIEE] Stainless steel Rl

B56

| CARBIDE END MILL §§3i#%7]) — FM-CMM 4000 « RM-CMM 4000

1JEIRE Cutting depth
EH£& (mm) Shank 6 8 10 12 16 BafE 38
Slotted ap<0.5DC Side
E23% n (min) 3100 | 2300 | 1900 | 1600 | 1200
=% DC
36| S8 | 120 | 120 | 120 | 120 | 135
S& ap : BEETIHIERRE Axial depth of cutting
SE {Eljlg 325 375 375 275 200 ae : fREIIYIRE Radial depth of cutting
\%i Side DC : J]4& Diameter of cutting



SSSMESHEREN 1L
' CFM'DWM Carbid:End ME\II For Composiutes Finishing

EmRELSERE Model No

CFM-DWM8040

CFM-DWM12060

CFM-DWM11060L124

CFM-DWM14080L 125

CFM-DWM16100

CFM-DWM17120L 132

MBS TRE
APMX
4 12 4 50
® 6 18 6 50
6 24 6 50
8 25 8 60
10 30 10 75
12 32 12 100

T

12

1

14

16

17

84§ Price

CFEM-DWM 251 ) i 22 8

The Cutting Data For CFM-DWM Series

Material QEEENFILS Carbon Fiber

bc

ap : EYEEIHEIRRE Axial depth of cutting
ae : fREIYIFE Radial depth of cutting
DC : 7]48 Diameter of cutting

E1& (mm) Shank 4 6 8 10 12
#33%E n (min) 6370 4250 3190 2550 2130
g% B4 Slotted 510 470 450 410 360
g’% {Bli& Side 1020 940 900 820 730
HJEIRE Cutting depth
Bt Slotted i Side
ap=0.5DC

CFM-DMM 4000 — CARBIDE END MILL §8§fi#s% 0 | B57
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- @ CHaII ==9:475

BALL NOSE
8 \EREREE 2 TDSRIILHE T
' S-EMB 2000 M\crr‘) Diameter Carb‘?ée 2 Flutes Ball Nose End Mill

DC _mmmu'm DCON
R APMX LF
T

BN E L1 Ingla NG

i Model N MEE e
DC

S-EMB2003 ([ ]

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

S-EMB 2000 %51 1] i1l 2 8

The Cutting Data For S-EMB 2000 Series

?EIJIJIME T3
Material QEIEE] Stainless steel

EH& (mm) Shank 4
E23 n (min) 6400
EIREE Vi (mm/min) 235

YR RE Cutting depth

Iap=0.1RE

ae=0.2RE
ap : BHEILIHIRERE Axial depth of cutting

ac : fEEHIYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

B58 | CARBIDE END MILL §&3i#%7] — S-EMB 2000
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BALL NOSE

RIBIETIRGE 2 TDEEHMILH% T
' S'EMB 2000L2 Long Neck Short glute%all Nose 2 Flutes Carbide End Mill

RE DN

DC% I -, |DCON
APMX—
LU
LF

@J@@@®®

IHIER BE  |UERRE| BERR

ERESE Model No

S-EMB2004L.202 b 0.4

S-EMB2004L.204 0.2 0.4 0.32 4 0.37 4 50
S-EMB2005L.202 0.25 0.5 0.4 4 0.46 2 50
S-EMB2005L.204 0.25 0.5 0.4 4 0.46 4 50
S-EMB2005L206 0.25 0.5 0.4 4 0.46 6 50
S-EMB2006L.202 0.3 0.6 0.48 4 0.56 2 50
S-EMB2006L.204 0.3 0.6 0.48 4 0.56 4 50
S-EMB2006L.206 0.3 0.6 0.48 4 0.56 6 50
S-EMB2006L.208 [ 0.3 0.6 0.48 4 0.56 8 50
S-EMB2008L203 [ ] 0.4 0.8 0.64 4 0.76 3 50
S-EMB2008L204 0.4 0.8 0.64 4 0.76 4 50
S-EMB2008L206 0.4 0.8 0.64 4 0.76 6 50
S-EMB2008L208 0.4 0.8 0.64 4 0.76 8 50
S-EMB2008L210 0.4 0.8 0.64 4 0.76 10 50

S-EMB 2000L2 251 1) {51 22§

The Cutting Data For S-EMB 2000L2 Series

mnulﬁg T4 EE
Material @QREE! Stainless steel Rl

% (mm) Shank 4 LIHIFERE Cutting depth
#B5 n (min) 6400 [[ap=0.1RE
SEAGERE VF (mm/min) 235
ae=0.2RE

ap : BHEEIHRE Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

S-EMB 2000L2—CARBIDE END MILL §85fifs%0 | B59
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BALL NOSE
REAIREA 2 DIRIMILERTD
' EMB 2000L2 Lonr'lg Neck Short FLItte 2 Flutes Ball Nose Carbide End Mill

DN
APMX
RE A2 LU
LF
b YEYeYeYals-T-nglnalhy
MHIER | IRE | WRHESE W|E |UEARE| BERR

EMESR Model No

EMB2010L204 50
EMB2010L206 0.5 1 0.8 4 0.95 6 50
EMB2010L208 0.5 1 0.8 4 0.95 8 50
EMB2010L210 ° 0.5 1 0.8 4 095 | 10 50
EMB2010L212 ° 0.5 1 0.8 4 095 | 12 50
EMB2015L204 075 | 15 1.2 4 1.45 4 50
EMB2015L206 ) 075 | 15 1.2 4 1.45 6 50
EMB2015L208 ) 075 | 15 1.2 4 1.45 8 50
EMB2015L210 ° 075 | 15 1.2 4 145 | 10 50
EMB2015L212 075 | 15 1.2 4 145 | 12 50
EMB2020L206 1 2 1.6 4 1.94 6 50
EMB2020L208 ) 1 2 1.6 4 1.94 8 50
EMB2020L210 1 2 1.6 4 194 | 10 50
EMB2020L212 ° 1 2 1.6 4 194 | 12 50
EMB2020L214 1 2 1.6 4 1.94 | 14 50
EMB2020L216 [ 1 2 1.6 4 194 | 16 50
EMB2030L208 1.5 3 24 4 2.85 8 50
EMB2030L210 [ 15 3 24 4 285 | 10 50
EMB2030L212 15 3 24 4 285 | 12 50
EMB2030L214 15 3 24 4 285 | 14 50
EMB2030L216 ® 1.5 3 2.4 4 2.85 16 50
EMB2030L.220 L 15 3 24 4 285 | 20 50

¥ B TH - % Continued on next page.
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TREAHET]
BALL NOSE

IHIER | I7RE | RNEE

EFR 58 Model No : {E#% Price
EMB2040L212 2 4 3.2 4 3.8 12 50
EMB2040L214 2 4 3.2 4 3.8 14 50
EMB2040L216 2 4 3.2 4 3.8 16 50
EMB2040L220 2 4 3.2 4 3.8 20 50
EMB2040L225 2 4 3.2 4 3.8 25 50
EMB2060L220 [} 3 6 6 6 6 20 50
EMB2060L235HD8 [ J 3 6 6 8 6 35 100
EMB2060L240MD8 [ 3 6 6 8 6 40 150

EMB 2000L2Z 2 51 ) §i 22

The Cutting Data For EMB 2000L2 Series

Material @SIEE] Stainless steel Rl

Ef& (mm) Shank 4 6 s 1HIRE Cutting depth
3% n (min) 6400 4300 3200 [Jap=0.1RE
SEXGERE V (mm/min) 235 245 275 N one
ap : EHEIIEISRE Axial depth of cutting
ae : fREYIFE Radial depth of cutting
RE : 7JAR R Edge Angle
SERE
High-step
molds
A Bevel

EMB 2000L2— CARBIDE END MILL §8§fifs%70 | B61
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BALL NOSE
3REA 2 DFRIMILERT)
' EMB 2000 2 Flutes Ball l\\TrL)se Carbide End Mill

R

m,

BN E L1 Ingla NG

THIERE IRE =L RERR

ERESR Model No it Price
DC APMX
EMB2010 ([ ] 0.5 1 2 4 50
EMB2015 [ 0.75 1.5 3 4 50
EMB2015D6 [ ] 0.75 15 3 6 50
EMB2015E1D6 [ ] 0.75 1.5 3 6 75
EMB2020 [ ] 1 2 4 4 50
EMB2020D6 [ 1 2 4 6 50
EMB2020E1D6 [ ] 1 2 4 6 75
EMB2025 [ ] 1.25 25 5 4 50
EMB2025D6 [ ] 1.25 25 5 6 50
EMB2030 [ 1.5 3 6 4 50
EMB2030D6 [ ] 1.5 3 6 6 50
EMB2030E1D6 [ ] 1.5 3 6 6 75
EMB2032 [ ] 1.6 3.2 6.4 4 50
EMB2035 [ 1.75 3.5 7 4 50
EMB2035D6 [ ] 1.75 3.5 7 6 60
EMB2035E1 [ ] 1.75 3.5 7 4 75
EMB2035E1D6 [ ] 1.75 3.5 7 6 75
EMB2040 [ 2 4 8 4 50
EMB2040D6 [ ] 2 4 8 6 50
EMB2040E1 [ ] 2 4 8 4 75
EMB2040E1D6 [ ] 2 4 8 6 75
EMB2040H ([ ] 2 4 8 4 100
EMB2040HD6 [ ] 2 4 8 6 100
EMB2042 [ ] 21 4.2 8.4 6 50
EMB2049 [ ] 2.45 4.9 9.8 6 50
EMB2050 [ ] 25 5 10 6 50

X FEETHE - % Continued on next page.
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TREASET]
BALL NOSE

NTRE
EE SRR Model No i {4 Price

APMX

EMB2050E1 (] 25 5 10 6 75
EMB2050H ([ ] 25 5 10 6 100
EMB2060 ([ ] 8 6 12 6 50
EMB2060E1 ([ ] 3 6 12 6 75
EMB2060H [ ] 3 6 12 6 100
EMB2060M ([ ] 3 6 12 6 150
EMB2065 ([ ] 3.25 6.5 13 8 60
EMB2069 ([ ] 3.45 6.9 13.8 8 60
EMB2080 [ ] 4 8 16 8 60
EMB2080E1 ([ ] 4 8 16 8 75
EMB2080H ([ ] 4 8 16 8 100
EMB2080M ([ ] 4 8 16 8 150
EMB2080R [ ] 4 8 16 8 200
EMB2100 [ ] 5 10 20 10 75
EMB2100H ([ ] 5 10 20 10 100
EMB2100M ([ ] 5 10 20 10 150
EMB2100R [ ] 5 10 20 10 200
EMB2120 ([ ] 6 12 24 12 75
EMB2120H ([ ] 6 12 24 12 100
EMB2120M ([ ] 6 12 24 12 150
EMB2120R ([ ] 6 12 24 12 200
EMB2160 ([ ] 8 16 32 16 100
EMB2160M ([ ] 8 16 32 16 150
EMB2160R [ ] 8 16 32 16 200
EMB2200 [ ] 10 20 40 20 100
EMB2200M ([ ] 10 20 40 20 150
EMB2200R ([ ] 10 20 40 20 200

EMB 2000251 {51 22 8 #ﬁﬂDIME B

The Cutting Data For EMB 2000 Series Material Stainless steel

YR E Cutting depth

[Jap=0.1RE

B (mm) Shank 4 6 8 10 12 16 20

5% n (min) 6400 4300 (3200 |2600 (2200 |1600 |[1300

ae=0.2RE

ERGRE Vf(mm/min) | 235 | 245 | 275 | 275 | 255 | 230 | 205

ap : BHEIEIEIFRRE Axial depth of cutting
ae : {EEITHIFRE Radial depth of cutting
RE : 7JAR R Edge Angle

EMB 2000 —CARBIDE END MILL §&§fifs% 70 | B63



B64

For the particular coating

e . I /
Caron Steel SRNHER

EMEISME SFNMEMETINTFHEEZHRCS5°~65°
New E300 With High Abrasion Resistance
High ductility material HRC55°~65°

EFMEREME - B VTIEREZESNEEE - BEBRNIKRE @ #F /18
IS @ RABRAEEENS - NEHEEFIE L BEE - RAERIE
NigRs 7T HEMMTAEEY - BRHIIHEIEYN - BRTSEESRMT -
The new material has excellent shock resistance, reducing tool damage due to vibration
conducive to high quality machining surfaces and improved tool life, international tolerance
standard h5, tolerance range control at p level accuracy, using round flute improve the shock

resistance and resistance to collapse, by reducing cutting resistance to achieve high speed
and feeding processing.

11428 The Cutting Data HIFERE Cutting depth
Iap=0.1RE
EH{& (mm) Shank 4 6 8 10 12
5% n (min) 6400 | 4300 | 3200 |2600 |2200 ae=0.2RE
ERSEE VE (mm/min) | 235 | 245 | 275 | 275 | 255 ap : BAEILEIERE Axial depth of cutting
ae : {EEIFIHIFRE Radial depth of cutting

RE : 7JAR R Edge Angle

| CARBIDE END MILL §&3i#%/]) — EEB 2000
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TREEHET]
BALL NOSE

3REA 2 DFRIMILERT)
' EEB 2000 2 Flutes Ball l\\TrL)se Carbide End Mill

A~ |
DC DCON
P J

RE|  APMX
LF |
)) =
Q0@ DT
7AER HHIER NIIRE Eif=tid BERR

e

ERELSR Model No S Price

APMX

00000000

EEB2020
EEB2030
EEB2040
EEB2050
EEB2060
EEB2080
EEB2100
EEB2120
EEB 2000251 Y1122 %
The Cutting Data For EEB 2000 Series
jrhn
EH1& (mm) Shank 4 6 8 10 12
E3& n (min) 6400 4300 3200 2600 2200
HERREE Vi (mm/min) 235 245 275 275 255

IR Cutting depth

Iap=0,1RE

ae=0.2RE

ap : BIEIIHEIRRE Axial depth of cutting
ae : fEELHIEE Radial depth of cutting
RE : 7JAR R Edge Angle

EEB 2000 — CARBIDE END MILL §&8®i$%70 | B65
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N
e €°2 CHBIN =475

BALL NOSE
IREA 2 DERIMILERTD
' DMB 2000 2 Flutes Ball l\iL:se Carbide End Mill

DC

JI‘[DCON

a |

e LF

CEED OOPODOS DT

HIER tIRE L=t
EMRESE Model No {B#& Price

APMX DCON

DMB2030 [} 1.5 3 6 4 50
DMB2030D6 [ 1.5 3 6 6 50
DMB2040 [} 2 4 8 4 50
DMB2045 [ J 2.25 4.5 9 6 50
DMB2050 [} 2'5 5 10 6 50
DMB2060 [ 3 6 12 6 50
DMB2080 [ 4 8 16 8 60
DMB2090 [ 4.5 9 18 10 75
DMB2100 [ 5 10 20 10 75
DMB2120 ([ ] 6 12 24 12 75
DMB 2000 2% 4] 22 8
The Cutting Data For DMB 2000 Series
%&HEAE::;E Staije%zsﬂ;teel Ca%t%%on
B1E (mm) Shank 4 6 8 10 12 16 20
#@5% n (min) 6400 4300 3200 2600 2200 1600 1300
EARRE VI (mm/min) 235 245 275 275 255 230 205

TEIRE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BHEILIEIRRE Axial depth of cutting
ae : REIHIERE Radial depth of cutting
RE : 7JAR R Edge Angle

B66 | CARBIDE END MILL §&3i#%7) —DMB 2000
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IRSA 2 TDERMILH% 7D
' DPB 2000 2 Flutes Ball l\‘T(L)se Carbide End Mill

— Tocon
ELL-Inaln ot

NNRE
EmMRELE Model No {B#& Price
APMX

@ DPB2060H
DPB2100H
DPB 2000251 t) 51 22 8
The Cutting Data For DPB 2000 Series
wWNIME s Tk
Material
B (mm) Shank 4 6 8 10 12 16 20
& n (min) 6400 4300 3200 2600 2200 1600 1300
SERSSERE VI (mm/min) 235 245 275 275 255 230 205

IIHIEE Cutting depth
[Jap=0.1RE

ae=0.2RE

ap : BREIEIYIRRE Axial depth of cutting
ae : {REILIHIFRE Radial depth of cutting
RE : 7JAR R Edge Angle

DPB 2000 — CARBIDE END MILL §&§fifs% 70 |
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TREAHET]
BALL NOSE
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N
el €22 CHEIN 5127 5

BALL NOSE
IRER 2 DFRIMILERT)
' EPB 2000 2 Flutes Ball I\ﬁse Carbide End Mill

13190 e e e 8 DCON

LF

® HRC]
etz @ (O @

HIMIEE NNRE REREE
ERELSR Model No S Price

APMX DCON

RE

®  eps2o0 50
EPB2030 [ J 1.5 3 6 4 50
EPB2040 [ ] 2 4 8 4 50
EPB2050 2.5 5 10 6 50
EPB2060 [ J 3 6 12 6 50
EPB2060E1 [ 3 6 12 6 75
EPB2080 [ 4 8 16 8 60
EPB2100 [ 5 10 20 10 75
EPB2100H ([ ] 5 10 20 10 100
EPB2100M ([ ] 5 10 20 10 150
EPB2120 [ 6 12 24 12 75
EPB2120L150M ® 6 12 50 12 150
EPB2160 8 16 32 16 100
EPB2200 10 20 40 20 100
EPB 20005510112 —
The Cutting Data For EPB 2000 Series vaterial QUEY Stee' Carbon Steel
BE1& (mm) Shank 4 6 8 10 12 16 20
E33% n (min) 6400 4300 3200 2600 2200 1600 1300
HERREE Vf (mm/min) 235 245 275 275 255 230 205

IR Cutting depth

Iap=0.1 RE
ap : BAE)EHEIRE Axial depth of cutting
ae : fEEIIHEIRE Radial depth of cutting
EEARE RE : 7JFR R Edge Angle

B68 | CARBIDE END MILL §&3i#%/] — EPB 2000



@ CHain®Echaintool cutting tools E P B

TREE#ET]
BALL NOSE

IRER 4 DFRIMILERT)
' EPB 4000 4 Flutes Ball lise Carbide End Mill

DC DCON

RE

TIHIERE NRE RERERE

ERELSR Model No S Price
APMX DCON

EPB4020

EPB4030 1.5 3 6 4 50
EPB4040 ° 2 4 8 N 50
EPB4050 ° 25 5 10 6 50
EPB4060 ° 3 6 12 6 50
EPB4080 ° 4 8 16 8 60
EPB4100 o 5 10 20 10 75
EPB4120 (] 6 12 24 12 75
EPB4160 8 16 32 16 100
EPB4200 10 20 40 20 100

EPB 4000251912 ¥

The Cutting Data For EPB 4000 Series

wWINIHE X i
[VEICUEIR Alloy Steel 4 Carbon Steel

E1E (mm) Shank 4 6 8 10 12 16 20
EE5% n (min) 6400 4300 3200 2600 2200 1600 1300
EEREE VI (mm/min) 470 490 550 550 510 460 410

IYIEE Cutting depth

Iap=0.1RE

ae=0.2RE

ap : BHEILIHIRERE Axial depth of cutting
ac : fREITIYIRRE Radial depth of cutting
RE : 7JAR R Edge Angle
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BALL NOSE

IRER 4 DERMILERT)

' EMB 4000 4 Flutes Ball Nose Carbide End Mill

EMB4010

EMB4015

EMB4020

EMB4030

EMB4035

EMB4035D6

EMB4040

EMB4040E1

(2 )5 )

EMB4040H

EMB4045

EMB4050

EMB4060

EMB4060E1

EMB4060H

EMB4080

EMB4080E1

EMB4080H

EMB4100

EMB4100H

EMB4100M

EMB4120

EMB4120H

EfRELSE Model No

—_— - pxms DCON

- =
DC| % R
b
APMX

RE

LF

Loz Djelelelol -1 InainalN

IHIERE NRE

{B1& Price
APMX

) 50
° 0.75 15 3 4 50
° 1 2 4 4 50
° 1.5 3 6 4 50
) 1.75 35 7 4 50
° 1.75 35 7 6 50
° 2 4 8 4 50
° 2 4 8 4 75
° 2 4 8 4 100
° 2.25 45 9 6 50
° 2.5 5 10 6 50
° 3 6 12 6 50
° 3 6 12 6 75
° 3 6 12 6 100
° 4 8 16 8 60
° 4 8 16 8 75
° 4 8 16 8 100
° 5 10 20 10 75
° 5 10 20 10 100
° 5 10 20 10 150
) 6 12 24 12 75
° 6 12 24 12 100

X S THE - % Continued on next page.
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@ CHain®Echaintool cutting tools E M B

TREAHET]
BALL NOSE

IIHIER RE

EFR 58 Model No i & Price
APMX
EMB4120M [ ] 6 12 24 12 150
EMB4160 ([ ] 8 16 32 16 100
EMB4160M [ ] 8 16 32 16 150
EMB4200 [ J 10 20 40 20 100
EMB 4000251 Y] i 22 8
The Cutting Data For EMB 4000 Series
mﬂi@ﬁ staiﬁgﬂteel
B (mm) Shank 4 6 8 10 12 16 20
85% n (min) 6400 4300 3200 2600 2200 1600 1300
HERGRE Vi (mm/min) 470 490 550 550 510 450 410

YR E Cutting depth
[ap=0.1RE

ae=0.2RE

ap : BAELHEIFRE Axial depth of cutting
ac : fREJIYIFE Radial depth of cutting
RE : 7JAR R Edge Angle
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PA-DPB series

$R 8RRt /)

Parabolic Carbide End Mill

BRI SEATE - I ~ STk

uJ )l EHRC55°~65°

Brand New Titanium material, high wear
resistance, high toughness cutting machinable
obtain to HRC55°~65°.

AE 1 TURIES N TR ~ 253N A5k T)
Imported Five-axis machine for grinding carbide arc
ball tools.

RFEESEE - FEMABITNRNT - BRIRSMIWE
REMIEERTEMISH « BIEMIRA -

To provide more axial depth cutting, and have processing
area increased effectively, effectively enhancing processing
efficiency, surface roughness and tool life, and saving
processing costs, all having excellent performance.

BRIEL ~ ki 5 P b S bl Tone R R 45

It is the best tool for molds, aerospace turbine blades and
impeller on Five-axis machining.

ARG - ERESRS Ha IOV
EEMIhERMEFHIRE » BEH - EN T EEEREm
BEML -

It also has excellence performance in
aluminum alloy and high temperatusé

alloy based on different geometri¢ HETABIR K B 48
blades design, and suitable for, -
=i I
medium and high-precision H_HE ;EEEEDDHE%
Special arc-shaped chip flute,

machining. : ;
9 chip removal performance is
smoother.

e . BHHERAME A& E
t}J ﬁ“%ﬁ The Cutting Data - Special for _ Alloy Steel Carﬁnﬂgteel

2 tIHIE#E DC

to have processing area
increased effectively!!!

JJER RAngle 1 1.5 Diameter of Cutting
#g3E n (min) 9500 #@5% n (min)
SERRERE SERREE VF

(anVmin) 3000 (mm/min)

| CARBIDE END MILL §&3fi8%70 — PA
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@ CHain®Echaintool cutting tools D P B

BE7]
BARREL TUNGSTEN

ST REIREE )
' PA'DPB Barrel Tuur?—;sten Carbide End Mill

RE2
kY —
DC %\%:m-rﬁﬂ S T —
REA APMX .

EED 0006000

IHER | 7IRE | RHER | #ERR il o

EREYSE Model No

@ PA-DPB4060L1140R45 1 5 | 6 | 14 | 6 | 50 | 4
@ PA-DPB4060L1205R100 | @ 1 | 100 | 6 |205| 6 | 50 | 4
@ PA-DPB6060L 1140R45 1 5 | 6 | 14 | 6 | 50 | 6
@ PA-DPB408OL1160R45 15 | 45 | 8 | 16 | 8 | 60 | 4
@ PaDPB408BOL1220R95 | @ | 15 | 95 | 8 | 22 | 8 | 60 | 4
@ PaDPB60sOL1160R45 | @ | 15 | 45 | 8 | 16 | 8 | 60 | 6
@ PaDPB4100L1245R%0 | @ | 2 | 90 | 10 | 245 | 10 | 75 | 4
@ PappastooLtesrao | @ | 2 | 40 | 10 | 165 | 10 | 75 | 6
@ Pa-DPB6100L1175R40 2 | 4 | 10 [ 175 | 10 | 75 | 6
@ Pa-DPB4120L1270R85 2 | 8 | 12 | 27 | 12 | 75 | 4
@ Pa-DPB6120L1185R40 2 | 4 | 12 | 185 | 12 | 75 | 6

PA-DPBR5I U HiI 2 8 T HE

The Cutting Data For PA-DPB Series Material \GUOASELY QEUNISICE]

TR R Angle 1 15 G 8 10 | 12
#n(min) | 9500 6400 | 4800 | #@n(mn) | 9500 | 7200 | 5700 | 4800
Remmy | 3000 2000 2300 | TEBEN | 5200 | 3000 | 3100 | 2600

a
I
ty i/
nIomEREx | | RIBIRMBRZR l(d,;//
Tacnna D

The range of machining
planing is larger, can
efficiently process larger
depth of cut.

<
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B74

Eﬂ,’] uEHain 5 ) M) &
| EPU 4000L1

7
260° DCF ; e 1 st r e wen wrmerers| | DCON
S =
ZA MX

RE

260° AR A 4 EHHMIIH T
260° Inner Radius 4 Flutes Carbide End Mill

DN

LU

@J@@ NSRS

TN IHIER NRE | AHER |TEARE| BERR i
APMX
EPU4020L1016L204 [ 1R 2 1.53 1.63 2 4 50
EPU4030L1024L206 [ ] 1.5R 3 23 2.46 3 6 50
EPU4040L1033L208 [ 2R 4 3.06 3.3 4 8 50
EPU4050L1041L210 [ ] 25R 5 3.83 4.1 5 10 50
EPU4060L1049L212 [ 3R 6 4.6 4.93 6 12 50
EPU4080L1065L216 [ ] 4R 8 6.15 6.58 8 16 60
EPU4100L1082L220 [ 5R 10 7.66 8.22 10 20 75
EPU4120L1098L224 [ ] 6R 12 9.2 9.86 12 24 75
EPU4120L1100L221 [ ] 6R 12 9.2 10 12 21 75
EPU4160L1133L232 [ ] 8R 16 12.26 | 13.37 16 32 100
EPU 4000:2%1] 4] il 22 %
The Cutting Data For EPU 4000 Series
o
JER RAngle 1 1:5 2 2'5 3 4 5 6 8
33 n (min) 12700 | 8500 | 6400 | 5100 | 4300 | 3200 | 2600 | 2200 | 1600
HEHEE VF (mm/min) 450 450 470 470 490 500 550 510 450

B Cutting depth

ae=0.2RE

ap=0.1RE
ap : BEILIAEIRRE Axial depth of cutting
ae : fEEHIFRE Radial depth of cutting
RE : 7JAR R Edge Angle
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Q EHain Echaintool cutting tools
RIBRIER 2 TJIRMIIEET)

' DMR ZOOOROOLZ Long NecTZ Flutes é)rner Radius Carbide End Mill

RE APMX
LU
LF

ODPAODOOH I H

HIER | I0RE | #HER | IEARE | FERR
ERELSERE Model No Wi Price

DMR2030R02L207

DMR2030R05L207 0.5 3 3 4 7.5 50
DMR2040R02L210 0.2 4 4 4 10 50
DMR2040R05L210 0.5 4 4 4 10 50
DMR2060R02L215 0.2 6 6 6 15 50
DMR2060R05L215 0.5 6 6 6 15 50
DMR2060R10L215 1 6 6 6 15 50
DMR2080R05L220 0.5 8 10 8 20 60
DMR2080R10L220 1 8 10 8 20 60
DMR2100R05L225 0.5 10 12 10 25 75
DMR2100R10L225 1 10 12 10 25 75
DMR2120R05L230 0.5 12 14 12 30 75
DMR2120R10L230 1 12 14 12 30 75

DMR 2000ROO0LZ 2 %1 v i 228

The Cutting Data For DMR 2000R00L2 Series

Material @SIEE] Stainless steel (Rl

EH#& (mm) Shank 4 6 8 10 12
#5% n (min) 6400 4300 3200 2600 2200
SERSEE VE (mm/min) 260 280 285 270 270

DMR 2000R00L2— CARBIDE END MILL §&§fifgx0 | B75
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B76

o ®
DMR &2 CHBI =94 7a

DMR2010R02 [ ]
DMR2015R02 [ ] 0.2 1.5 3.75 4 50
DMR2015R02E1D6 ([ ] 0.2 1.5 3.75 6 75
DMR2020R02 [ ] 0.2 2 5 4 50
DMR2020R05 [ ] 0.5 2 5 4 50
DMR2020R05E1D6 [ ] 0.5 2 5 6 75
DMR2025R02 ([ ] 0.2 2.5 6.25 4 50
DMR2030R02 [ ] 0.2 3 7.5 4 50
DMR2030R02E1 [ ] 0.2 3 7.5 4 75
DMR2030R05 [ ] 0.5 3 7.5 4 50
DMR2030R05E1 ([ ] 0.5 &) 7.5 4 75
DMR2030R10 [ ] 1 3 7.5 4 50
@ DMR2030R10D6 [ ] 1 3 7.5 6 50
DMR2030R10E1 [ ] 1 3 7.5 4 75
DMR2040R02 ([ ] 0.2 4 10 4 50
DMR2040R02E1 [ ] 0.2 4 10 4 75
DMR2040R02H [ ] 0.2 4 10 4 100
DMR2040R05 ([ ] 0.5 4 10 4 50
DMR2040R05E1 ([ ] 0.5 4 10 4 75
DMR2040R05H [ ] 0.5 4 10 4 100
DMR2040R10 [ ] 1 4 10 4 50
DMR2040R10E1 [ ] 1 4 10 4 75
DMR2040R10H ([ ] 1 4 10 4 100
@ DMR2040R15D6 (] 1.5 4 10 6 50

5 2 IRMILE%T)
' DMR 2000R00 2 I?I'thes Corn# Radius Carbide End Mill

DC
RE
\
@) HRC
igatzs @ (D)
AR TIHIER ITNRE E=tid BERR
EmMEER Model No S Price

APMX

¥ 5 TH - X Continued on next page.
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IIHIER INRE

ESR 5 Model No i 4% Price
APMX

DMR2060R02 [} 0.2 6 15 6 50
DMR2060R02E1 [ 0.2 6 15 6 75
DMR2060R02H [} 0.2 6 15 6 100
DMR2060R05 [ J 0.5 6 15 6 50
DMR2060R05E1 [} 0.5 6 15 6 75
DMR2060R05H [ 0.5 6 15 6 100
DMR2060R10 [} 1 6 15 6 50
DMR2060R10E1 [ J 1 6 15 6 75
DMR2060R10H [} 1 6 15 6 100
@ DMR2060R20 [ 2 6 15 6 50
DMR2080R05 [} 0.5 8 20 8 60
DMR2080R05E1 [ 0.5 8 20 8 75
DMR2080R05H [ ] 0.5 8 20 8 100
DMR2080R10 [ 1 8 20 8 60
DMR2080R10E1 [} 1 8 20 8 75
DMR2080R10H [ 1 8 20 8 100
DMR2100R05 [ ] 0.5 10 25 10 75
DMR2100R05H [ ] 0.5 10 25 10 100
DMR2100R10 [ ] 1 10 25 10 75
DMR2100R10H [ 1 10 25 10 100
DMR2120R05 [ ] 0.5 12 30 12 75
DMR2120R05H [ ] 0.5 12 30 12 100
DMR2120R10 [ ] 1 12 30 12 75
DMR2120R10H [ 1 12 30 12 100

DMR 2000R00 231t i 22 8

The Cutting Data For DMR 2000R00 Series

1!EUJE/I%t?riﬁfl Staijeifsﬁ;teel Cftﬁi%on

EH& (mm) Shank 4 6 10 12
EZ5% n (min) 6400 4300 3200 2600 2200
SERSEEE VF (mm/min) 260 280 285 270 270
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N
DMR &2 CHBIM = 9475
I DMR 4000R00

.z L To JET e Y e m o Yo N SINpINgla g

EfRELSE Model No

DMR4010R02

DMR4010R02L103

DMR4015R02

DMR4015R02L104

DMR4020R02

DMR4020R02L106

DMR4020R05

DMR4020R05L106

DMR4025R02

DMR4030R02

DMR4030R02L 106

DMR4030R02L108

DMR4030R02E1

DMR4030R05

DMR4030R05E1

DMR4030R05E1D6

DMR4030R05L 108

DMR4030R10

DMR4030R10E1

DMR4030R10D6

DMR4040R02

DMR4040R02E1

B 4 DIRMIISET)
4 Flutes Corner Radius Carbide End Mill

RE

be X B bCON

LF

IHIER NRE
{81& Price

APMX

() 50
° 0.2 1 3 4 50
) 0.2 15 3.75 4 50
) 0.2 1.5 4 4 50
() 0.2 2 5 4 50
° 0.2 2 6 4 50
° 0.5 2 5 4 50
) 0.5 2 6 4 50
() 0.2 25 6.25 4 50
) 0.2 3 75 4 50
() 0.2 3 6 4 50
® 0.2 3 8 4 50
L] 0.2 3 75 4 75!
® 0.5 3 75 4 50
L] 0.5 3 75 4 75
® 0.5 3 75 6 75
® 0.5 3 8 4 50
® 1 3 75 4 50
® 1 3 75 4 75
L4 1 3 75 6 50
o 0.2 4 10 4 50
® 0.2 4 10 4 75

¥ 5 TH - X Continued on next page.
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ISR NRE

EfELSE Model No

APMX
DMR4040R02H Y 0.2 4 10 4 100
DMR4040R05 ® 0.5 4 10 4 50
DMR4040R05E 1 Y 0.5 4 10 4 75
DMR4040R05E 1D6 ° 0.5 4 10 6 75
DMR4040R05H ° 0.5 4 10 4 100
DMR4040R10 ) 1 4 10 4 50
DMR4040R10E1 ® 1 4 10 4 75
DMR4040R10H ) 1 4 10 4 100
DMR4040R15 ® 1.5 4 10 4 50
DMR4050R05 ® 0.5 5 12.5 6 50
DMR4060R02 ® 0.2 6 15 6 50
DMR4060R02E 1 ) 0.2 6 15 6 75
DMR4060R02H ® 0.2 6 15 6 100
DMR4060R05 ® 0.5 6 15 6 50
DMR4060R05E1 () 0.5 6 15 6 75
DMR4060R05H [ 05 6 15 6 100
DMR4060R10 ) 1 6 15 6 50
DMR4060R10E 1 ) 1 6 15 6 75
DMR4060R10H [ 1 6 15 6 100
DMR4060R15 [ 15 6 15 6 50
DMR4060R20 ) 2 6 15 6 50
DMR4070R05 ) 0.5 7 17.5 8 50
DMR4080R05 [ 0.5 8 20 8 60
DMR4080RO5E 1 ° 0.5 8 20 8 75
DMR4080R05H (] 0.5 8 20 8 100
DMR4080R10 ® 1 8 20 8 60
DMR4080R10E1 (] 1.5 8 20 8 75

X FEETH- X% Continued on next page.

DMR 4000R00 — CARBIDE END MILL §§3fif8%0 | B79



o ®
DMR &2 CHBIITY 50175

/

C DIUS

ISR NRE

EfELSE Model No

APMX
DMR4080R10H o 1 8 20 8 100
DMR4080R15 [ 1.5 8 20 8 60
DMR4100R05 [ J 0.5 10 25 10 75
DMR4100R05H [ J 0.5 10 25 10 100
DMR4100R10 [ J 1 10 25 10 75
DMR4100R10H [ 1 10 25 10 100
DMR4100R15 [ J 1.5 10 25 10 75
DMR4100R20 [ ] 2 10 25 10 75
DMR4120R05 ([ ] 0.5 12 30 12 75
DMR4120R05H [ ] 0.5 12 30 12 100
DMR4120R10 [ ] 1 12 30 12 75
DMR4120R10H ® 1 12 30 12 100
DMR4120R15 L] 1.5 12 30 12 75
DMR4120R20 ® 2 12 30 12 75
DMR 4000R00 231 t] i1 22 8
The Cutting Data For DMR 4000R00 Series
*ﬁnﬁﬂft?rs Staiﬁﬁ?ﬂteel
E1& (mm) Shank 4 6 8 10 12
E5% n (min) 6400 4300 3200 2600 2200
SEFSEEE VF (mm/min) 520 560 570 540 540

B8O | CARBIDE END MILL §&§3fii$%/) — DMR 4000R00



5T, o
Special designifon
protecting end mill

R € £ PR A5 3
Helix angle of 45° degrees

GPR 6000RO00 series

6 JES KMk T]

6 Flutes Rounded Land Carbide End Mill

ERENIEAT])  SREMUEMFEENIES - MERE  RANRERSS
D NEERSMERE - ENRHNZEE - SWE - SHHEME -
IMISEEHRCS5 ~65" » mAERMIRE @ SREHHFBREEE -

Special coating for Alloy Steel, Carbon steel, special tools for high-precision machining
High stability can effectively reduce machining vibration, good seismic resistance,
enhance tool life, brand New titanium coating, high wear resistance, high toughness
material, Processing for high hardness HRC55°~65'".

Excellent machined surface, effectively control efficiency and stability of chip removal

tﬂﬁﬂ%ﬁ&t The Cutting Data

E1¥ (mm) Shank 6 8 10 12 16 20

33 n (min) 4300 | 3200 | 2600 | 2200 | 2200 | 2200

HEIREE VI (mm/min) 560 570 540 540 540 540

GPR 6000R00— CARBIDE END MILL §&3fifs%0 |
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C RADIUS

6 B RBMILERT)
' GPR GOOOROO 6 Flute?RounLdLed Land Carbide End Mill

DCT\\\ L = - | DCON

APMX L
L @ J@@@®®®®

HIMIEE HNRE BEER
ERELSR Model No S Price

APMX

S GPR6060R02

S GPR6060R05 0.5 6 15 6 50
S GPRB0BOR10 1 6 15 6 50
(o] GPR6080R05 0.5 8 20 8 60
S GPRG08OR10 1 8 20 8 60
(e) GPR6100R05 05 10 25 10 75
S GPR6100R10 ° 1 10 25 10 75
(o) GPR6120R05 0.5 12 30 12 75
S GPR6120R10 1 12 30 12 75
S GPR6160R05 ° 0.5 16 40 16 100
(e] GPR6160R10 1 16 40 16 100
S GPR1610R20 2 16 40 16 100
S GPR6200R05 0.5 20 50 20 100
® GPR6200R10 1 20 50 20 100
() GPR6200R20 2 20 50 20 100

GPR 6000R00 51 1) 1 22
The Cutting Data For GPR 6000R00 Series
e
B (mm) Shank 6 8 10 12 16 20
#43 n (min) 4250 3200 2550 22200 1600 1300
s VT (mmimin) 5100 580 610 660 580 580

B82 | CARBIDE END MILL §&§3fii$%/) — GPR 6000R00



Special It{can|protectjthejtoplofiRadiusijtip)

AZEDE unequal Division

Z:%i%?jﬁ-j Unequal Spiral
SHRERSMEN S &1t BN e Ts g EHRC55- 658

EER: Withihighfabrasion
Highlductility; HRE55=65

FEFNAE  FFRIRESHT] - TERHFINIAREENES
AL NERESMEEE - ERERNMNIKE @ AR EARES®

Unequal helix angle facilitates chipping resistance for high-speed processing.
It can avoid the cutting vibration pattern effectively and reduce crumbling on
workpiece due to vibration. having an excellent processed surface and enhance
the tool life time.

PH-FER 4000R00%:%!
1TIEIZ2 8] The Cutting Data

E1E (mm) Shank 4 6 8 10 12

5% n (min) 6400 | 4300 | 3200 | 2600 | 2200

S AU 520 | 560 | 570 | 540 | 540

PH-FER 4000R00—CARBIDE END MILL $28@i%8%7) | B83



PH
AR ‘JEHBIH HEYH DR

RADIUS

AREDEIREFRIEER 4 DIRIWILFE
' PH'FER 4000R00 4 Flutes Unequal Sp\j;ial & Uneqjé\l Division Corner Radius Carbide End Mill

FE@lE i D
Unequal Spiral DCIQ\ SR DCON TERE
A1° A2° L Unequal Division
7& RE APMX
LA | LF B1° &= B2’
-
ELD @ J@@®®®®

HIMIEE HNRE BEER
ERELSR Model No S Price

APMX

@  PH-FER4040R05

@  PHFER4040R10 1 4 10 4 50
@  PH-FER4060R05 0.5 6 15 6 50
@  PHFER4060R10 ° 1 6 15 6 50
@  PH-FER4060R15 ° 15 6 15 6 50
@  PHFER4080R05 0.5 8 20 8 60
@  PH-FER4080R10 1 8 20 8 60
@  PH-FER4080R15 ) 15 8 20 8 60
@  PH-FER4080R20 ° 2 8 20 8 60
@  PH-FEP4080R30 3 8 20 8 60
@  PH-FER4100R05 0.5 10 25 10 75
@  PHFER4100R10 1 10 25 10 75
@  PHFER4100R15 15 10 25 10 75
@  PHFER4100R20 2 10 25 10 75
@  PH-FER4120R05 0.5 12 30 12 75
@  PHFER4120R10 1 12 30 12 75
@  PH-FER4120R30 3 12 30 12 75

PH-FER 4000RO0ZFUIHIZ Y wmime
The Cutting Data For PH-FER 4000R00 Series UEEIEIR Alloy Steel 4 Carbon Steel
B (mm) Shank 4 6 8 10 12
#3% n (min) 6400 4300 3200 2600 2200
SRR VT (mm/min) 520 560 570 540 540
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REDEIRFIRIEER 4 DIRMIIEE D
' PH'FMR 4000ROO 4 Flutes Unequal Spﬁal & Unequal Division Corner Radius Carbide End Mill

DCON FEHE

Unequal Division

B1°#BZ°
@ m@@@@@@

s ool No TMEE | O7EE BERR | e
APMX
PH-FMR4040R05 (] 0.5 4 10 4 50
PH-FMR4040R10 [ ] 1 4 10 4 50
PH-FMR4040R10D6 [ ] 1 4 10 6 50
PH-FMR4060R05 [ ] 0.5 6 15 6 50
PH-FMR4060R10 [ ] 1 6 15 6 50
PH-FMR4080R05 [ ] 0.5 8 20 8 60
PH-FMR4080R10 [ ] 1 8 20 8 60
PH-FMR4080R30 [ ] 3 8 20 8 60
PH-FMR4100R05 [ ] 0.5 10 25 10 75
PH-FMR4100R05L130 ® 0.5 10 30 10 75
PH-FMR4100R10 [ ] 1 10 25 10 75
PH-FPR4100R10L130 ® 1 10 30 10 75
PH-FMR4120R05 [ ] 0.5 12 30 12 75
PH-FMR4120R10 [ 1 12 30 12 75
PH-FMR4120R30 ® 3 12 30 12 75
PH-FMR 4000R00 251 V) i1 22 8
The Cutting Data For PH-FMR 4000R00 Series
e -
E1E (mm) Shank 4 6 8 10 12
E3& n (min) 6400 4300 3200 2600 2200
LA VI (mm/min) 520 560 570 540 540

PH-FER 4000R00—CARBIDE END MILL §5®ii#8%70 |
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I ‘JEHBIH s H A

RADIUS

AREDEIREFRIEER 4 DIRIWILFE
' PH'FPR 4000R00 4 Flutes Unequal Sp\j;ial & Unequal Division Corner Radius Carbide End Mill

TEHREE b
Unequal Spiral DCON TERE

Unequal Division

el ReLAPuX | . B1- 5= B2"
@ J@@@®®®

HIMIEE HNRE
ERELSR Model No S Price

DC APMX

@ PH-FPR4030R10D6 [ ] 1 3 7.5 6 50
PH-FPR4040R05 [ ] 0.5 4 10 4 50
PH-FPR4040R10 [ ] 1 4 10 4 50
PH-FPR4060R05 [ 0.5 6 15 6 50
PH-FPR4060R10 [} 1 6 15 6 50

@ PH-FPR4060R15 [ ] 1.5 6 15 6 50
PH-FPR4080R05 [ J 0.5 8 20 8 60
PH-FPR4080R10 [ 1 8 20 8 60

@ PH-FPR4080RO05E1 [ J 0.5 8 20 8 75

@ PH-FPR4080R10E1 [ 1 8 20 8 75

@ PH-FPR4080R15 [ ] 1.5 8 20 8 60

@ PH-FPR4080R20 [ ] 2 8 20 8 60
PH-FPR4100R05 [ J 0.5 10 25 10 75
PH-FPR4100R10 [ ] 1 10 25 10 75
PH-FPR4100R10L130 [ ] 1 10 30 10 75
PH-FPR4100R15 [ 1.5 10 25 10 75
PH-FPR4100R20 [ ] 2 10 25 10 75
PH-FPR4100R20L 130 [ ] 2 10 30 10 75
PH-FPR4120R30L136 [ ] 3 12 36 12 75
PH-FPR4120R05 [ 0.5 12 30 12 75
PH-FPR4120R10 [ ] 1 12 30 12 75

- w22 e e
PHTPR 4000R00KAUMSH mgzun

The Cutting Data For PH-FPR 4000R00 Series

B & (mm) Shank 3 4 6 8 10 12
B55&E n (min) 8500 6400 4300 3200 2600 2200
SEHEEE VF (mm/min) 680 520 560 570 540 540

BS86 | CARBIDE END MILL §&3fi8%/]) — PH-FPR 4000R00



Unequal Division
B1° 54 B2’

e N RIE
S;oecia:%inesign V_b
L IRECE A

" It.can protect the top of C corner tip

WEIHCAREINIRX  BNHSiEER
FREEREE - MEEE - BT RERERIEER
BRERRMIRKE H #ATRNISES

Meet the processing requirements of workpiece C corner
forming the unequal split design can effectively suppress
the vibration caused by high speed feed reduce tool
breakage due to vibration conducive to high quality

YIFI 28 machining surfaces and improved tool life.
The Cutting Data

B (mm) Shank

$2& n (min)

ERSERE VI
(mm/min)

@ LI e =] @ FIEEE
Chamfer Side Milling Chamfer Slotced

For the particular coating with

PH-FPC 4000C00—CARBIDE END MILL §58®i#8%70 | B87



RADIUS

EfRELSE Model No

PH-FPC4040C015

PH-FPC4060C02

PH-FPC4080C02

PH-FPC4080C02E1

PH-FPC4100C03

PH-FPC4100C03L130

PH-FPC4100C03L 136

00000000

PH-FPC4120C035

[ )
2N €22 CHBII =917 5
I PH-FPC 4000C00

REDEIRERIEIFEE 4 ) C BIBMILAT B1°
Uneual Division Non Round Land 4 Flute C corner Carbide End Mill

e,

Unequal Division

T : | B1°?& B2°
SEDODPOOOH

HIERE IRE

{&1& Price
APMX
0.15 4 10 4 50
0.2 6 15 6 50
[ ] 0.2 8 20 8 60
0.2 8 20 8 75
0.3 10 25 10 75
0.3 10 30 10 75
0.3 10 36 10 75
0.35 12 30 12 75

PH-FPC 4000C00 251 ) i1 22 8

The Cutting Data For PH-FPC 4000C00 Series

wWNIvE GEs] 7K
Material GQUOASICEY QLSS

Ef& (mm) Shank 4 6 8 10 12
B55&E n (min) 6400 4300 3200 2600 2200
SEHSEE VF (mm/min) 520 560 570 540 540

BSS8 | CARBIDE END MILL §&3fif8%7] — PH-FPC 4000C00



iEFH41ES Processing on

i A~ i 5
Steel Stainless Steel Cast Iron

) i1 22 8 The Cutting Data

Ef€ (mm) Shank 3 4 5 6 20
#25& n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 |1900 |1400 |[1100

FE%’ET:EE Vf(mm/min) 300 | 220 | 180 150 120 90 80 60 45

DC-DMC 2000 « DR-DMC 2000 « DT-DMC 2000 — CARBIDE END MILL §58/ii#8%70 | B89



DC

[ 7~
2D €2 CHEIN =007 =

CHAMFER
2 SRIMELIR
' DC'DMC 2000 2 Flutes Fﬁs‘ihoning Drill

< oo] <R ) [ooon
APMX
LF

00e®®00 TP

e ol o IS HTRE e rree
APMX
DC-DMC2030 [ ] 3 8 3 50
DC-DMC2040 [ ] 4 12 4 50
DC-DMC2040E1 [ ] 4 12 4 75
DC-DMC2050 ([ ] 5 20 5 50
DC-DMC2060 ([ ] 6 20 6 50
DC-DMC2080 ® 8 25 8 60
DC-DMC2100 ([ ] 10 25 10 75
DC-DMC2120 L] 12 30 12 75
DC-DMC2160 ® 16 35 16 100
DC-DMC2200 L] 20 40 20 100
DC-DMC 2000251 ) i1 22 8
The Cutting Data For DC-DMC 2000 Series
mnﬁn%t?ﬁ Staijegsiﬂteel
EfE (mm) Shank 3 4 5 6 8 10 12 16 20
E43% n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100

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

B90 | CARBIDE END MILL §&3fi$%7/) —DC-DMC 2000



I DR-DMC 2000 ;7 o

e ol o IS HTRE e rree
APMX

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

DR-DMC 2000251 t) i1 22

The Cutting Data For DR-DMC 2000 Series

mnﬁn%t?ﬁ Staijegsiﬂteel
EfE (mm) Shank 3 4 5 6 8 10 12 16 20

E43% n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 | 1100

SRR VE (mm/min) 300 | 220 | 180 | 150 | 120 9 80 60 45

DC-DMC 2000 — CARBIDE END MILL §&3fifs%0 | B91



DT

[ 7~
20D €2 CHEIN =017 =

CHAMFER
2 SRIMELIR
' DT'DMC 2000 2 Flutes Fﬁs‘ihoning Drill

- 7
2 oo oo
APMX
LF

i

SEZD OO0 TP

e Mol HEE nnEE _
APMX
S DT-DMC2030 ° 3 8 3 50
S DT-DMC2040 ° 4 12 4 50
S DT-DMC2050 5 20 5 50
S DT-DMC2060 ° 6 20 6 50
S DT-DMC2080 ° 8 25 8 60
S DT-DMC2100 ° 10 25 10 75
(e DT-DMC2120 12 30 12 75
S DT-DMC2160 16 35 16 100
() DT-DMC2200 20 40 20 100

DT-DMC 2000251 )i 22 8

The Cutting Data For DT-DMC 2000 Series

%ﬁﬂﬂIHE T8
Material @SIEE Stainless steel (Rl

E1& (mm) Shank 3 4 5 6 8 10 12 16 20

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

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

B92 | CARBIDE END MILL §&3ifi$% ] — DT-DMC 2000



DC#%I R FH90°5% 5
Helix angle 90° design

A;IJLrI

Milling Carbide Drill
IRHEA30 5E

NCEERERE R
EILAEETR | 4
INe T RIS T | Helix Angle 30° Design

Positioning drill, drilling
and chamfering tool for
NC milling machine.
Side milling is also
available.

Chamfer Of Position
Rounding Hole Processing

[EfLE @ SERLN T

Chamfer Side Milling

DC-DMM 2000 251 4] i1 22 %

The Cutting Data For DC-DMM 2000 Series

{EFAME Processing on Stainless Steel QLT

EH1& (mm) Shank

M) e N

#35& n (min)

SELREE VF (mm/min)

DC-DMM 2000 — CARBIDE END MILL §&3fis%0 | B93



DC

Bl @EHBiIf R H DA

CHAMFER
2 DERIBISES
I DC-DMM 2000 Z7Emmsas

Y —eeIY
APNIX
LF

EED 920000 T T

IHIER INRE
EMELR Model No S Price
APMX
S DC-DMM2060 ° 6 12 6 50
S DC-DMM2080 ° 8 16 8 60
S DC-DMM2100 ° 10 20 10 75
S DC-DMM2120 ° 12 24 12 75
S DC-DMM2160 ° 16 32 16 100
S DC-DMM2200 ° 20 40 20 100
DC-DMM 20002 %1 4] i1 22 5
The Cutting Data For DC-DMM 2000 Series
WINTHE Tihil
Material \QEIEEWY Stainless steel EEEAIl)]
E1& (mm) Shank 6 8 10 12 16 20
#3 n (min) 3700 2800 2300 1900 1400 1100
S VF (mmimin) 150 120 90 80 60 45

B94 | CARBIDE END MILL §&3fif§%/) —DC-DMM 2000



2 ) £5 8 5 iSd 4

2 ElutesiCompositelCarbide “ DC-DPC
EndiMill PositioningfDrill z | series

= e (iR

RHEMA30 335 - NCHERR /
SRAERE - ABEIa -
ERARERMNT - ALEIS
s @l - B EsmT

Helix angle 30° design,
positioning drill for NC
milling machine chamfering
tool apply for positionin
chamfering, round hole
chamfering.

{

DC-DWC
series

mﬁﬂ%ﬁ The Cutting Data
[ reemern o e e [ale ofelals]
E R IEIEIEIEIEEENEREN

DC-DPC DC-DRPC

series series
v

$EFAH4E Processing on & FA$4 & Processing on
(=l fix 8 eyt il el
Carbon Steel Alloy Steel Aluminum Copper Plastic
EHESHEE HaEMEER

Special Coating for Composite material processing

[EFLE AT {2 2y FLEBMT EDINT GILEIE)=TT)
Large hole chamfering Chamfeiing Hole Chamfering Positioning processing Back Chamng

ﬁt\ -\ . [\ |
Wy

DC-DPC 2000 « DC-DWC 2000 — CARBIDE END MILL §8§fi#s% 0 | B95




DC

[ 7~
il €22 CHEII =975

CHAMFER
2 SRIMELIR
' DC'DPC 2000 2 Flutes Fﬁs‘ihoning Drill

DC| = > j—'— DCON
APMX LF
(@) =
ER Q00008 TP
HHEIER INRE
EmMESR Model No {81& Price

APMX
@  bcorcaoso ° 3 8 3 50
@®  obcorcao40 ° 4 12 4 50
@®  pcorcao40et 4 12 4 75
@®  obcorcaoso 5 20 5 50
@  bcorcaoso ° 6 20 6 50
@®  bcorcaoso ° 8 25 8 60
@  bcorc2100 ° 10 25 10 75
@®  bcorcaizo ° 12 30 12 75
@  bcorc21eo ° 16 35 16 100
@®  bcorc2200 20 40 20 100

DC-DPC 200025 ) & 228

The Cutting Data For DC-DPC 2000 Series

wWINIHE EEEx] i
[VEICUEIR Alloy Steel 4 Carbon Steel

E1E (mm) Shank 3 4 5 6 8 10 12 16 20
#@5& n (min) 7400 | 5500 | 4400 | 3700 | 2800 | 2300 | 1900 | 1400 1100
SERGERE VF (mm/min) 300 220 180 150 120 90 80 60 45

B96 | CARBIDE END MILL §&fifi% ] —DC-DPC 2000
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@ CHain Echaintool cutting tools

CHAMFER

2 SRIMESH A EREE
' DC'DWC 2000 2 Flutes Ca\r:l;ide For C:-)Erriposwutes Positioning Drill

e | = — ——— |DCON
&< 5 s o

e st e MTRE e rres
APMX
DC-DWC2030 3 8 3 50
DC-DWC2040 ° 4 12 4 50
DC-DWC2040E1 4 12 4 75
DC-DWC2050 5 20 5 50
DC-DWC2060 ® 6 20 6 50
DC-DWC2080 ® 8 25 8 60
DC-DWC2100 10 25 10 75
DC-DWC2120 12 30 12 75
DC-DWC2160 16 35 16 100
DC-DWC2200 20 40 20 100

0000000000

DC-DWC 2000251 ) i 22 %

The Cutting Data For DC-DWC 2000 Series
Material Aluminum Copper Copper

E1& (mm) Shank 3 4 5 6 8 10 12 16 20

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

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

DC-DWC 2000 —CARBIDE END MILL §&3@is%70 | B97



VENSEGHT]

V-Type Chamfer Cutter

-‘-A\\NA

FeoREIAMITIIR Y RERE
Special chamfering tool
Double edged and tailed design

JEAA#E Processing on
S Nt i5 88

Alloy Steel Stainless Steel Cast Iron

o

i 1) .
RS RAENE /TR It can meet various angle chamfering

requirements, effectively reducing

BRI TRERE R 53R A machining time and tools costs.

——
U]Fﬂj%ﬁ The Cutting Data
B8 (mm) Shank 4 6 8 10 12
#3& n (min) 5500 3700 2800 2200 1900
ERGEE VF (mm/min) 400 400 500 650 650

AEfs ABEVEINT #SNT B3LEB (e =

Side Chamfering  Side V Groove Processing ~ Chamfering Large hole chamfering Back Chamfering

B98 | CARBIDE END MILL §58fii§%7) — CC-AMC 2000 ~ CR-AMC 2000



VBUSEIESSET)
V-Type Chamfer Cutter

I CC-AMC

AN

New Specification Arrival

DD @@@@@@

HHIERE

NRE | WHER BE |UERARE| BERR ¥

ERESE Model No

CC-AMC4040L207DD6
CC-AMC4060L207D
@ CC-AMC4080L220
CC-AMC6080L209
CC-AMC6100L211

CC-AMC6120L213

I CR-AMC

V BUIRREEERED
V-Type Chamfer Cutter

HIER HREBE R
EREZE Model No
DCON
CR-AMC4060L206D [ 6 1.8 6 2.7 6 60 4
CR-AMCG6080L208 [} 8 24 8 3.6 8 60 6
CR-AMC6100L210 [ ] 10 3.1 10 4.5 10 75 6
CR-AMC6120L212 [ ) 12 3.7 12 54 12 75 6

CC-AMC  CR-AMCR 5]t 28

The Cutting Data For CC-AMC - CR-AMC Series

?ﬁnﬂigﬁ st oo
E& (mm) Shank 4 6 8 10 12
E5&E n (min) 5500 3700 2800 2200 1900
SEHEEE VF (mm/min) 400 400 500 650 650

CC-AMC - CR-AMC — CARBIDE END MILL §5fifs%70 |
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AMI

[ /)
SAREIRT] ‘3:”5i”® wEH DA

OUTER RADIUS

2 0249 R BEIAEHT
' AMI 2000 2 Flutes External R Chamfering Carbide End Mill

chC 3
.

RE

DN

DCON

LF

EEZD O J@@@@

EERESE Model No ARRE = (= B Price
AMI2015RE0050 0.5 1.5 5 4 2.7 50
AMI2015RE0075 0.75 1.5 5 4 3.2 50
AMI2015RE0100 [} 1 1.5 8 4 3.7 50
AMI2015RE0100D6 ) 1 1.5 8 6 3.7 50
AMI2015RE0125D6 1.25 1.5 8 6 4.2 50
AMI2015RE0150D6 ) 1.5 1.5 8 6 4.7 50
AMI2015RE0175D6 1.75 1.5 8 6 52 50
AMI2015RE0200D6 [ ] 2 1.5 10 6 5.7 50
AMI2015RE0250D8 [ 25 1.5 10 8 6.7 60
AMI2015RE0300D8 [ ] 3 1.5 12 8 7.7 60
AMI2020RE0400D 12 [ 4 2 12 12 10.2 75

@ AMI2030RE0150D6 ([ ] 1.5 3 - 6 - 50
AMI2030RE0500D 16 [ 5 3 15 16 13.2 100
AMI2030RE0600D16 (] 6 3 15 16 15.2 100

@ AMI2040RE0100D6 [ ] 1 4 - 6 - 50

AMI 2000 2% Y i1 22 8 WINTHE - T
The Cutting Data For AMI 2000 Series Material @S Stainless steel (eEEMll)

J)BR RAngle 05 (075| 1 [|125 |15 [1.756 | 2 25 3 4 5 6

E85% n (min) 7800 | 6350 {4700 {4000 {3100 {2800 (2600 (2200 1900 |1500 |1300 |1100

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

NHIRE  BE Sloted i Side
Cutting depth 2p<0.50C

ap : BREIEIYIRRE Axial depth of cutting
ae : fREIIHIRE Radial depth of cutting
C : 7]4Z Diameter of cutting

ap=1.5DC

DC

B100 | CARBIDE END MILL §&8@i§%70 — AMI 2000
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Q CHain Echaintool cutting tools
IBETHMEIRRAIIHT)

' EOBO'AWC IOOOL 1 Alﬁ-ninum Alloy EngrLaLvmg Chamfer End Mill

ALUMINUM ENGRAVING

DC:F

57 Yo ST YEAY 0 et

IHIER INRE
EMELR Model No S Price

DC APMX
@ E£030-AWC10012L105BD3 0.12 5 3 40
@ eo30-awc1o012L1068 0.12 6 4 50
@ E030-AWC 100121108805 0.12 8 5 50
@ Eo030-awc10012L109D6 0.12 9 6 50
@ e030-Awc10016L105-38D6 | @ 0.16 5 6 38

E030-AWC 1000L1 251 )i 2284

The Cutting Data For EO30-AWC 1000L1 Series

Material Aluminum Copper

E1% (mm) Shank 3 4 5 6 8 10 12
& n (min) 4250 3200 2550 2150 1600 1300 1100
SERSEEE VF (mm/min) 85 70 50 45 35 30 25

E030-AWC 1000L1—CARBIDE END MILL §&85fi%s%0 | B103



GMA

®
) @Ellain 2 tDE ) A

I GMA 2000 &827sEmsn

For Aluminum Alloy 2 Flutes End Mill

D(E[’ 3 g . :\ \\.— i DCON

Q@O HY

HIHIEE NNRE
ERELSR Model No S Price
APMX
GMA2060 [ 6 18 6 50
GMA2080 8 24 8 60
GMA2100 [ 10 30 10 75
GMA 2000251 ) i 284

The Cutting Data For GMA 2000 Series

Material Aluminum Copper

EE (mm) Shank 6 8 10

#3% n (min) 10500 | 8000 | 6400
g% BH Siotted | 580 450 720
3‘% fal3% Side 920 700 1150

HIHURE Cutting depth
BA#E Slotted {32 Side

ap<0.5DC

[P

DC

ap : BREEIHIRE Axial depth of cutting
ac : fREJI4IFE Radial depth of cutting
DC : 7J4% Diameter of cutting

B104 | CARBIDE END MILL §&iffifi$% /) — GMA 2000



@ EHain®Echaintool cutting tools G MA

$aF7]
ALUMINUM

383 3 SDERIMILERTD
' GMA 3000 ForA\uminumL/iHoy 3 Flutes End Mill

DCON

HNRE

ERELSR Model No S Price
APMX
GMA3010 [ ] 1 3 4 50
GMA3010D6 1 3 6 50
GMA3015 [ ] 15 4.5 4 50
GMA3020 [ ] 2 6 4 50
GMA3020D6 2 6 6 50
GMA3025 [ ] 25 7.5 4 50
GMA3030 [} 3 9 4 50
GMA3030D6 3 9 6 50
GMA3030H [ J 8 9 4 100
GMA3040 [ ] 4 12 4 50
GMA3040D6 4 12 6 50
GMA3040H [ ] 4 12 4 100
GMA3050 [ ] 5 15 6 50
GMA3050H [ J 5 15 6 100
GAM3060 o 6 18 6 50
GMA3060H [ ] 6 18 6 100
GMA3080 [ J 8 24 8 60
GMA3080H [ ] 8 24 8 100
GMA3080M [ J 8 24 8 150
GMA3100 [ J 10 30 10 75
GMA3100M [ J 10 30 10 150
GMA3120 [ J 12 36 12 75
GMA3120H [ ) 12 36 12 100
GMA3120M [ J 12 36 12 150
GMA3160 [ ) 16 48 16 100
GMA3200 [ J 20 50 20 100
GMA 3000 RFIUIHI2E  wmive
The Cutting Data For GMA 3000 Series WEICEIR - Aluminum Copper
E1& (mm) Shank 4 6 8 10 12 16 20

3% n (min) 15500 10500 8000 6400 5400 3900 3200

gvﬁ% BA#E Slotted 800 900 1000 1100 950 950 900

g' % {8)i& Side 1200 1400 1600 1700 1500 1500 1300

PIYIRE B8 Sloved ene {832 Side wope AP ¢ BREIIBIRAE Axial depth of cutting
Cutting depth . ae : FEIIEIFRE Radial depth of cutting

2e0.02-0.5DC| DC : JJ#& Diameter of cutting

GMA 3000—CARBIDE END MILL §§iixst0 | B105



HMA

o) ®
el €°2 CHEIIT =475

ALUMINUM
$8F8 2 SDERIMILERTD
' HMA 2000 ForAIumiﬁr"lumilloy 2 Flutes End Mill

L oaewx | ‘

020007 DY

s HER NNRE .
E AR Model No Big Price
APMX
HMA2010 (] 1 8 4 50
HMA2015 1.5 4.5 4 50
HMA2020 (] 2 6 4 50
HMA2025 2.5 7.5 4 50
HMA2030 ° 3 9 4 50
HMA2030E1 ° 3 9 4 75
HMA2030H 3 9 4 100
HMA2040 ° 4 12 4 50
HMA2040E 1 ° 4 12 4 -
HMA2040H 4 12 4 100
HMA2050 ° 5 15 6 50
HMA2050E1 ° 5 15 6 75
HMA2050H 5 15 6 100
HMA2060 ° 6 18 6 50
HMA2060E1 [ ) 6 18 6 75
HMA2060H 6 18 6 100
HMA2070 7 21 8 60
HMA2080 [ J 8 24 8 60
HMA2080E1 8 24 8 75
HMA2080H 8 24 8 100
HMA2080M [ ] 8 24 8 150
HMA2090 9 27 10 75
HMA2100 [ J 10 30 10 75
HMA2100H [ J 10 30 10 100
HMA2100M [ J 10 30 10 150
HMA2110 " 33 12 75
HMA2120 ° 12 36 12 75
HMA2120H 12 36 12 100
HMA2120M 12 36 12 150
HMA 200025 U128 wmime
The Cutting Data For HMA 2000 Series WEICLER Aluminum Copper
7 (mm) Shank 4 6 8 10 12 16 20

E3 n (min) 15500 10500 8000 6400 5400 3900 3200

gvfg BA#E Slotted 800 900 1000 1100 950 950 900

g' % {8132 Side 1200 1400 1600 1700 1500 1500 1300

1EIFEE B9t Slotted 32 Side

ap : EELIHEIRRE Axial depth of cutting
ae : fEEHIFRE Radial depth of cutting
2e0.02-0.5DC| DC : JJ4& Diameter of cutting

ap=<0.5DC ap=2DC

Cutting depth

B106 | CARBIDE END MILL §&ififi$%/) —HMA 2000



@ EHain®Echaintool cutting tools H MA

$aF7]
ALUMINUM

$8F 3 DERIILERT)
' HMA 3000 ForAIuminum%AHoy 3 Flutes End Mill

D{&x& ——— « |bcon

APMX
LF
QOO TIY
. yHEE ynEE e
APMX
HMA3010 ® 1 3 4 50
HMA3015 ° 15 45 4 50
HMA3020 ° 2 6 4 50
HMA3025 ° 25 75 4 50
HMA3030 ° 3 9 4 50
HMA3040 ° 4 12 4 50
HMA3050 ° 5 15 6 50
HMA3060 ° 6 18 6 50
HMA3070 ° 7 21 8 60
HMA3080 ° 8 24 8 60
HMA3090 ° 9 27 10 75
HMA3100 ° 10 30 10 75
HMA3110 ° 1 33 12 75
HMA3120 ° 12 36 12 75
HMA3160 ° 16 48 16 100
HMA3200 ° 20 50 20 100
S HMA3200L 160 ° 20 60 20 100
HMA 30002 FIVIHI2 Y smime
The Cutting Data For HMA 3000 Series LEICEI Aluminum Copper
EH& (mm) Shank 4 6 8 10 12 16 20

3% n (min) 15500 | 10500 | 8000 6400 5400 3900 3200

3E | mmsowes | 800 900 1000 | 1100 950 950 900

%% {2 Side 1200 1400 1600 1700 1500 1500 1300

TEIRE Bl Slotted {2 side ap ¢ BAEIHIEISRRE Axial depth of cutting
Cutting depth spe0ene ac * FERIETISREE Radial depth of cutting

ae<002-050G | DC : 7J% Diameter of cutting

HMA 3000 —CARBIDE END MILL §&3@iws%0 | B107



MU2

[ 7~
SN €22 CHEIN =975

ALUMINUM
383 3 DB 2 BtiasRlIIst D
' MUZ'GMA 3000 For AIuminL:m AIIofS Flutes Rounded Land Double Edge Carbide End Mill

D&@:—— - -, |DbCcoN

QOO TTY

EMRELSE Model No ARSE Ve R S Price
DCON
MU2-GMA3040 [ 4 12 4 50
MU2-GMA3040D6 ([ ] 4 12 6 50
MU2-GMA3050 [ ] 5 15 6 50
MU2-GMA3060 ([ ] 6 18 6 50
MU2-GMA3080 [ ] 8 24 8 60
MU2-GMA3080E1 [ ] 8 24 8 75
MU2-GMA3080H ([ ] 8 24 8 100
MU2-GMA3080M ® 8 24 8 150
MU2-GMA3100 ([ ] 10 30 10 75
MU2-GMA3100M ® 10 30 10 150
MU2-GMA3120 ([ ] 12 36 12 75
MU2-GMA3120H ® 12 36 12 100
MU2-GMA3120M 12 36 12 150
MU2-GMA3160 ® 16 48 16 100
MU2-GMA3200 ® 20 50 20 100

MU2-GMA 3000251 Y) 51228

The Cutting Data For MU2-GMA 3000 Series

Material Aluminum Copper

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

#3% n (min) 15500 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
g% B# Soted | 800 900 1000 1100 950 950 900
%% @igsSide | 1200 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

B108 | CARBIDE END MILL §&§fifs% 7] —MU2-GMA 3000



®
@ CHain Echaintool cutting tools

383 3 DB 2 BthRsss@irst D
' MUZ'HMA 3000 For Alumim:m Alloy 3 Flut\_és Rounded Land Double Edge Carbide End Mill

SO —
o ewe ﬁ

ALUMINUM

APMX
LF

0@ T TE

IR HNRE

ERESR Model No it Price
APMX
MU2-HMA3040 4 12 4 50
MU2-HMA3060 ([ ] 6 18 6 50
MU2-HMA3080 [ ] 8 24 8 60
MU2-HMA3100 [ ] 10 30 10 75
MU2-HMA3120 12 36 12 75

MU2-HMA 30002 51t 512 8

The Cutting Data For MU2-HMA 3000 Series

Material Aluminum Copper

B8 (mm) Shank 4 6 8 10 12

#¥3% n (min) 15500 10500 8000 6400 5400
gg Bi## Siotied 800 900 1000 1100 950
%§ falig Side 1200 1400 1600 1700 1500

MU2-HMA 3000 —CARBIDE END MILL §§5fi#s0 | B109



MU3

[ 7~
8 €22 CHSII =947 &

ALUMINUM
$5F3 3 DB 3 BEPAIIRT)
' MU3'JMA 3000 For Aluminum Alloy éLFIutes Rounded Land Triple Edge End Mill

DC S ..g E DCON
APMX
LF

EEEDO OO 0O Y

e ol o MEE YTRE e rres
APMX
MU3-JMA3040 ° 4 12 4 50
MU3-JMA3050 ° 5 15 6 50
MU3-JMA3060 ° 6 18 6 50
MU3-JMA3060E1 ° 6 18 6 75
MU3-JMA3080 [ ] 8 24 8 60
MU3-JMA3080E1 ° 8 24 8 75
MU3-JMA3100 (] 10 30 10 75
MU3-JMA3100H ° 10 30 10 100
MU3-JMA3120 (] 12 36 12 75
MU3-JMA3160 ° 16 48 16 100
@ MU3-JMA3160L170M ® 16 70 16 150
@ MU3-JMA3160L180M ® 18 80 16 150
MU3-JMA3200 ® 20 50 20 100

MU3-JMA 3000:2%1 ) 5228

The Cutting Data For MU3-JMA 3000 Series

#WINTME Eas Eio)
Material Aluminum Copper
B8 (mm) Shank 4 5 6 8 10 12 16 20
#3% n (min) 15500 | 12800 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
3% | mmsowea | 1600 | 1600 | 900 | 1000 | 1100 | 950 | 950 | 900
%é g sice | 2300 | 2100 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300
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