Carbide End Mill

O J)ZR% Square Type Series

S-EMM 2000
@ S-EMML 2000L2
S-0GM 2000

EMM 2000
EMM 2000L1
EMM 2000T00
EMM 3000

g EMM 4000
EMM 4000L1
EPM 2000
EPM 3000
EPM 4000
GMM 3000
GMM 4000
GMM 6000

& GPM 6000

@ MU-EMM 4000
MU-GMM 4000

@ MU-GPM 4000
MU2-GPM 4000
MUH-FMM 4000

@ MUH-FPM 4000
MUH-GMM 4000
MUH-IMM 4000

MUH-IMM 4000-DIN

MUH-IPM 3000L1
MUH-IPM 4000
MUH-IGM 4000
MUH-IEM 4000
MUH-IYM 4000
LUH-IMM 4000

8 MMH-LMM 4000
MMH-LPM 4000
FM-CMM 4000
RM-CMM 4000
CFM-CWM

B15

B16—-B17
B18—-B19
B20-B21

B22-B25 @ﬁkﬁﬂ%ﬁu Ball Nose Type Series

B26
B27
B28-B29
B30—-B31
B32-B33
B34
B35—B36
B37
B38-B39
B40
B41
B42—-B43
B44—-B47
B48
B49
B50
B51
B52
B53—-B54
B55
B56
B57—-B58
B59
B60
B61
B62
B63
B64
B65
B66
B67
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M B $f Bl ¥ B IR Recoommend Cutting List
ORIBJIZRF! Chamfer Type Series

S-EMB 2000 B68
S-EMB 2000L2 B69
S-EPB 2000 B70
EMB 2000 B71-B72
EMB 2000L2 B73—-B74
EMB 4000 B75—-B76
EWB 2000 B77
EPB 2000 B78

@ EPB 4000 B79
EEB 2000 B8O
DMB 2000 B81
DWB 2000L2 B82
DPB 2000 B83

OB TR Barrel Tungsten Series
PA-DPB B84

ORARAJTIFAF Inner R Series
EPU 4000L1 B85

OBZ27JI75I Corner Radius Type Series
DMR 2000R00 B86—B87
DMR 2000R00L2 - B88

@ DMR 4000R00 B89—B91
GPR 6000R00 B92
PH-FMR 4000R00-- B93

@ PH-FPR 4000R00 ‘- B94 —B95
PH-FER 4000R00 - B96
PH-FPC 4000C00--- B97

@ SUH-FMR 4000R00-DIN B98—B99

SUH-FYR 4000R00 B100

CC-AMC
CR-AMC
DT-DMC 2000
DC-DMC 2000
DR-DMC 2000
DC-DWC 2000
DR-DWC 2000
DC-DPC 2000
DC-DMM 2000
DR-DMM 2000
DCM-EPC 3000

7 ;ﬁj BU % ,’fﬁ Carbide End Mill Identification SystemB02 — B03
B Specification Icon Guide
38 FA Processing Icon Guide

i%ﬂﬁjﬁﬁﬁﬂ@}’ﬂﬁﬂ%g EE For Index Carbide End Mill Series

B03
B04
B05—-B12
B13—-B14

B101
B102
B103
B104
B105
B106
B107
B108
B109
B110
B111

OFMR BIA I Outer R Chamfer Series

@ AmI 2000

B112

O T BURE )RS T-Slot Series

@S AvT

ORtA ISR DR

B113

Engraving End Mill Series

E180-AWA 1000L1

B114

E030-AWC 1000L1---B115
O#REEEATIFARF Aluminum Type Series

GMA 2000

@& GMA 3000
HMA 2000
HMA 3000

@ MU2-GMA 3000
MU2-HMA 3000
MU3-JMA 3000

B116
B117—-B118
B119-B120
B121
B122
B123
B124
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Carbide End Mill Identification System

MPH - L

1 hi Bhe -1 i B/ EE |
Feature Helix Angle Grade Application Long Flute Or Neck
%5 ) Feature
7 SR R
Symbol Feature
S #)\#® Micro Diameter

E180  F47B%I7] Engraving Blanks Precision Ground

E090 90°REZI 7] 90° Engraving Blanks Precision Ground

E060 60°ffiZl 7] 60° Engraving Blanks Precision Ground

E030 30°EZl 7] 30° Engraving Blanks Precision Ground

MMH  F&F%49E Flat Land Uneven Division

MU [Ei#% Rounded Land

MU2 [l 2 Btf4 Rounded Land Double Edge

MU3 [l 3 Bftf4 Rounded Land Triple Edge

MUH EiEF%49% Rounded Land Unequal Division

KUH BT %5 2)8E# M T A Round Land Unequal Split for Cast Iron Processing

LUH EETEHRE#EAIHSET) Round Land Unequal Split For Turning And Milling Center Carbide End Mill

SUH BiEF%9E5E48 Round Land Unequal Division High Feed

PA ;E#%$% 7] Barrel end mill

PH I Z32IFEEE Unequal Division Non-Round Land

DT EfI#BFEE60° Position Drill 60° DC  EfrgEsmo0” Position Drill 90°
DS E#BeE80° Position Drill 80° DR  &fu#85km120° Position Drill 120°

DCM 90°EfzfBIF % 7] 90° Position Drilling Chamfering End Mill

RU [EliE+H /T 4E$E Rounded Land Roughing

CU [Bl#ch T##% Rounded Land Medium Roughing

FU [Ei&#E /T #$ Rounded Land Finishing Roughing

FM  #mI#as% Fine Pitch & Finishing Roughing RM  #8mT#8sk Fine Pitch & Roughing
CM NT#AHE Fine Pitch & Medium Roughing CFM #E&###8mT For Composiutes Finishing
\% HEE4E Dove-Tail Groove

AYAYA L7184 Double-Edge Dove-Tail Groove

CB 30" VEUERET] V Type Dove-Tail Groove 30° CC 90 VEUERHE ] V Type Dove-Tail Groove 90°

CR 60" VEUBEET] V Type Dove-Tail Groove 60° CE 140" VEUBEEHET] V Type Dove-Tail Groove 140°

BS $JLBE#ET] Countersunk End Mill

BO2 | CARBIDE END MILL §§iifs5 70 — iSimst DanlsAm
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Carbide End Mill

2 000 XXX -DIN

@ 7 ssz] é MEE ] !{1 H ﬁﬂ] é EONRAE J
Flute Cutting Diameter Other Specification For Europe Marke
Y2 e Helix Angle Bl #1 Z Grade 3 3% Application
Sgyamglf)l ﬁ\grlge Sgyamglil grai Sgyami,il Expél’!;anaaﬂtion
E300 M 7] Square
B 20° G G300 B B3 Ball Nose
C 25° H H300 U  ARA Inner Radius
D 30° M M500 R [EH7] Comer Radius
E 35° P P500 C {8/ Chamfer
F 35°/38° w W500 1 9FR £ Outer Radius
G 45° Y Y500 T THJT] T Type
H 55° A 8F7] Aluminum
I 42°/45° H = 1t Other
J 50° R[] R Radius ex : R02=R0.2mm ¥%ER C50 D60 | E1.75
(mm)
K 38740° T $EMAE Tapered ex : T005=0.5 Special L H:100 | M:150 | R:200
L 39741 COI[J B Chamfer Length ex : C02=0.2mm CW  JHIBERE Cutting Width
1(\)/[ 14 200: D[] #%4#+E Special Shank Diameter ex : D6=6mm ﬁﬁ?g 5’3;'}%' %’;g';j
b o L1 #%705E Special Flute Length XOOoOod ﬁioar;g,l;ef?f“dsove tail
g e L2 #%elERERE Special Length ﬂ;i_"oﬂ’ chamfering
m m % *ﬁ m Specification Icon Guide

5 B w5t B

Explanation Explanation

. N AlTin $R8KRERE
@ ganTEEas @émn @E&n @ESY TiSin BEKEE
- k : ti ti ti i
Micro Grain Carbide oating oating 0aling 1oy 2B
m

FERZEE(T =t
SHE
. ODDDDDD
ZhEAE
3 % S v Helix Angle
e OODODDHD
HRC) AHRC
Hardness S °
Of Workpiece 40 41 45“

FRIMinE BRI - #B8EIRISE — CARBIDE END MILL $5§i%s570 | BO3
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Carbide End Mill

IE 1= #8 B

Processing Icon Guide

B i B T ] S B
Explanation Explanation Explanation Explanation
&> BEE oo e fish
Right Angle Plunge Side Side Milling
Drilling Grinding Chamfering
EFLEIE 5 3
- Chamfer Of 2HE %E;?iﬁ ﬁﬁﬂ?
R°:gli'”9 Full Slot Chamfering Side Milling
> HASNRER REBE RIHEIE RERIE
: R Corner Side Milling R Corner
Outside R Slotced Chamferin Side Millin
Chamfering otce 9 9
ERINT HEREIE
Position Ri&tE Backside R g
Processing R Slot Chamfering Chamfer
R, ARBE HERRERS S REIE
R Corner Internal Inner R Outer R
Drilling R Slotced Chamfering Chamfer
IV ] PR R HE R
Side V Groove Chamfer h Surface
Processing Slotced Corner Side Milling
Milling
AR EEHI y fesl)==i o .
Parabolic TI'%E% Chamfer Prg?"n%ﬁiﬁlijn
Milling ype Side Milling 9
B BRI REIS
Carving Internal
milling Chamfer

B0O4 | CARBIDE END MILL §§ifiif§%70 — 10 T BIRiSE
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S-EMM 2000

Carbide End Mill
For Index Square Type Carbide End Mill Series

BRI ‘ AREREAE (mm) RAEEE
Sh:

Item Style ank Description

B15

@ s-EmMML 20002

a4
B16—-B17

S-OGM 2000

@4

a6 B18—-B19

@ emm 2000

@4 @10 @16
@6 @12 @20
@8 @14

B20—-B21

@ emm 2000L1

@4 @10
@6 @12
@8

B22-B25

EMM 2000T00

@4 @10
@6 @12
a8

B26

EMM 3000

@6 @12
@8 @16
@10

B27

@& emm 4000

@4 @10 @20
@6 @12
@8 @16

B28 —-B29

@ emm 4000L1

@4 @10 @20
@6 @12
@8 @16

B30—-B31

EPM 2000

@4 @10
@6 @12
@8

B32—-B33

@ epm 3000

6
a8
@10

B34

@& epm 4000

@4 @10
@6 @12
@8 @16

B35-B36

@& cvm 3000

@4 @10
@6 @12
a8

B37

GMM 4000

@4 @10 @20
@6 @12 @25
@8 @16

B38—-B39

GMM 6000

@4 @10 @20
@6 @12 @25
@8 @16

B40

i8R I5R3I% — CARBIDE END MILL $ii%s%7) | BO5
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Carbide End Mill

EmAZIR REBERE (mm) RIBEIR
Sh

Item Style ank Description

2y GPM 6000 @6 @12 @25 B41

@4 @10 @20
@ Mu-EMM 4000 26 @12
28 o16

B42—-B43

@4 @10 @20
MU-GMM 4000 @6 @12
28 @16

B44 —-B47

@4 @10
@ mu-cPMm 4000 26 o12
28 o16

B48

@4 @10 @20
MU2-GPM 4000 @6 @12
28 @16

B49

@4 @10 @20
MUH-FMM 4000 @6 @12
@8 @16

B50

@4 @10 @20
&) MUH-FPM 4000 26 212
28 @16

B51

@4 @10 @20
MUH-GMM 4000 @6 @12
@8 @16

B52

@4 @10 @20
MUH-IMM 4000 @6 @12
@8 16

B53 -B54

MUH-IMM 4000 24 210 020

DIN B55

@8 @16

@4 @10

MUH-IPM 3000L1 @6 @12
@8 @16

B56

@4 @10 @20

MUH-IPM 4000 @6 @12
@8 @16

B57—-B58

@4 @10

MUH-IGM 4000 g6 @12
a8

B59

@4 @10

&) muH-IEM 4000 26 @12
o8

B60

@4 @10

& MUH-IYM 4000 @6 @12
@8 @16

B61

6

LUH-IMM 4000 a8
210

B62

BO6 | CARBIDE END MILL §§ifiis 70 — ) #8iMimss 03RS 1%
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Carbide End Mill

EmAZIR

Item Style Description

‘ RETEE (mm) ‘ BiEEE
Shank

@) MMH-LMM 4000
. 2? Altin
@4 @10 R
@& MMH-LPM 4000 26 @12 B64
@8 @16
o6 @12
FM-CMM 4000 @8 @16 B65
@10
o6 12
RM-CMM 4000 28 @16 B66
210
@4 @10
“8 ©O0O0| w

i TI573I% — CARBIDE END MILL $8s8ist0 | BO7
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For Index Ball Nose Type Carbide End Mill Series

BRI ‘ REFELE (mm) RAEEE
Sh:

Item Style ank Description

S-EMB 2000

@4
S-EMB 2000L2

B68

B69

a4
S-EPB 2000

@4 @10 @20
EMB 2000 g6 @12
28 @16

@4
EMB 2000L2 6
a8

@4 @10 @20
EMB 4000 @6 @12
@8 @16

B70

B71-B72

B73-B74

B75—-B76

@4 @10

EWB 2000 @6 @12
a8

B77

@4 @10 @20
EPB 2000 @6 @12
28 @16

B78

@4 @10 @20

@) erB 4000 o6 @12
g8 @16

B79

@4 210
EEB 2000 @6 @12
a8

B80

@4 @10

DMB 2000 @26 @12
a8

B81

@4
DWB 2000L2

B82

@6
DPB 2000 @210

B83

BO8 | CARBIDE END MILL §§3fis 70 — IRERIS Mm% D3RS 1R
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Carbide End Mill
For Index Barrel Tungsten Carbide End Mill Series

EmAZIR HREREAE (mm) RARER

Item Style Shank Description

26 @12 MG

PA-DPB g?o . ! TiSin B84
A R 5 8 v 3% J) BBl &%

For Index Inner R Type Carbide End Mill Series

BRI ‘ 1RERELAE (mm) ‘ SEEE
Shank

Item Style Description

EPU 4000L1

BB IMIREIREIR « AR SRS I3RS/ — CARBIDE END MILL §5@in#50 | B09
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For Index Corner Radius Type Carbide End Mill Series

Emik
Item Style

Ml

HREREE (mm) RIBEIR

Shank Description

DMR 2000R00 @6 @12
a8

B86—-B87

@4 @10

DMR 2000R00L2 g6 @12
8

B88

@4 @10

@) DMR 4000R00 26 o12
o8

B89—BI1

@6 @12

GPR 6000R00 @8 @16
@10 @20

B92

@4 @10

PH-FMR 4000R00 @6 @12
a8

B93

@4 @10

@) PH-FPR 4000R00 26 @12
8

B94 —-B95

@4 @10

PH-FER 4000R00 @6 @12
a8

B96

@4 @10

PH-FPC 4000C00 @6 @12
a8

B97

SUH-FMR 26 ©12
@) 4000R00L1 28  o16
-DIN 210 220

B98 —B99

@4 @10
SUH-FYR a6 @12

B100
4000R00 28

B10 | CARBIDE END MILL §§ifis%7) — B Si5Mint IR 1R
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Carbide End Mill

For Index Chamfer Type Carbide End Mill Series

EmAZIR HREREAE (mm) RARER

Item Style Shank Description

DT-DMC 2000
@5 @10 @20

@3 @6 @12
DC-DMC 2000 @4 @8 @216
@5 @10 @20

@3 @6 @12
DR-DMC 2000 @4 @8 @16
@5 @10 @20

@3 @6 @16
DC-DWC 2000 @4 @8
@5 @10

@3 @6 @16
DR-DWC 2000 24 @8
@5 @10

@3 @6 @12
DC-DPC 2000 @4 @8 @16
@5 @10 @20

76 @12
DC-DMM 2000 28 @16
@210 @20

@6 @12
DR-DMM 2000 28 @16
@210 @20

@3 @8

DCM-EPC 3000 @24 @10
26 @12

B104

B105

B106

B107

B108

B109

B110

B111

b R {3 £ 55 S Ui 8% 7] R B R

For Index Outer R Chamfer Carbide End Mill Series

SHEEE ‘ =i
®

Description Page

ERT ‘ {REREFE (mm)
Item Style Shank

24 o12

&) AMI 2000

EIREARMIRTEIRSIE « IR EBRIMITIRIRS1Z — CARBIDE END MILL §53@ims0 | Bl1
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For Index T-Type Slot Carbide End Mill Series

EmAZIR HREREAE (mm) RARER

Item Style Shank Description

& Awr 212 g

B113

$h FH i %) v 8% 7] % 51 %

For Index Engraving For Aluminum End Mill Series

Emk FRSENE
Item Style Description
E180-AWA 1000L1 o4 08 B114
@5 @10 Q
2 e | QUOD
E030-AWC 1000L1 @4 = B115
: o

CEEA BT P WELIES

For Index Aluminum Type Carbide End Mill Series

Emik REREAE (mm) FRABENE
Item Style Shank Description

GMA 2000 B116
210 g
@4 @10 220 @@

@& cma3000 26 @12 B117-B118

28 016 g
@4 @10 @@

HMA 2000 o6 o12 B119-B120
o8 @16 @
o4 o210 020 | @EHE(®)

HMA 3000 26 o12 BI21
o8 o016 @
o« o9 o216 | @E)E(

@& mu2-GMA 3000 @6 @10 @20 B122

o8 @12 @
oo | OOOD

MU2-HMA 3000 o6 o12 B123
o8 ©16 @
@4 @10 @20 @

MU3-JMA 3000 o6 @12 < B124
o8 @16 @

B12 | CARBIDE END MILL §§iffifs%70 — T BUEIRIMISIMimRIRS 1K « \BMMRIRITIRS IR « 5B MIBMRTIRS IR
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ﬁu % OSE—##EE First recommend
/5 Recoommend Cutting List Q% —#E Second recommend

Carbide End Mill

JEFASEEE:E Suit Filed Suggestion P M K H
HHz: = :
ZBMENE BHEE o] EE 5 | @ | 5
Coating Material High Precision Light Cutting Roughing Cutting » ﬂ
Classification > 8 g %’é.
2 | o BN g
8 | & [RINE a
I
= MUH-IGM © 0 O 00 o
2
o MUH-IEM © 6 © 0 0 o
o
g MUH-IPM ~ MUH-FPM -
E MMH-LPM © 06 0 0o o
MUH-IMM » MUH-IMM-DIN
TEIIERE MMH-LMM ~ LUH-IMM © o0 o0 oo
Square
End Mill MUH-GMM - MUH-FMM © ©6 O 6 ©
Coating
(PVD) EPM - OGM © 06 06 00 o
o MU2-GPM © 0 0 O © O
2
3 MU-GMM « MU-EMM © © O 0 ©
¢ EMM - GMM © 0 O © ©
Z
L
3s
%fré’ SUH-FYR (@) (@]
HENZE 62
G PH-FPR - PH-FPC © 0 06 O ©
Radius
Type
Coating GPR - PH-FER + PH-FMR © © © 0O O 0
VD) |3,
FE] DMR © © O © ©
28
‘T
% PA-DPB O 0 © 6 O
:
5 EEB © © © O © @)
HEZE | 3
Ball Nose | £ EPB - DPB O O o ©o
Type i
Coating | °) EMB © ©6 O 6 © O
(PVD) 5
% DMB © © © 0 © o)
g
g EWB - DWB o ©
a

B HIHERER — CARBIDE END MILL $5§i#st70 | B13
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Carbide End Mill

O%—if#& First recommend
OZEZ#E Second recommend

=
=

JEFASEER: Suit Filed Suggestion

BE

|oa)s ssojuiels  EREG-N

B O

ZEMEDE SRE EELIH EalEl 4

Coating Material High Precision Light Cutting Roughing Cutting

H B
& E
i )
= i
A &

Classification

|euae

|99}S uoqien
IssaupJaeH ybi

=
)
<
@
@
@
L

leuadjel o

uou| }sen
0} pieH

AWRATIER
Inner Radius
Type Coating
(PVD)
SFREIBTIER
Outer Radius Countersink
Type Coating
(PVD)
TRIETIZE
T-Type Slot Coating AMT O © © © O O
(PVD)

EPU © 0 ©o

O
©)
@)
O

AMI © 0 © © O O

DC-DPC - DCM-EPC © 0 © O © O

Buissaoold|
paads ybiH

BRTIER
Countersink
Coating
(PVD)

DC-DMC - DR-DMC -
DT-DMC - DC-DMM © 0000

DC-DWC O ©

CC-AMC - CR-AMC © © O © ©

pJepuels

o
SETERE
Roughing

vs.
Finishing

Cutter

Coating

(PVD)

Buisseooidpurssaooid

9adg yBIH

CFM-CWM O O ©

p

o —

FM-CMM ~ RM-CMM © 0 O 6 © O

buissaocoid
plepuels

MU3-JMA o o

izl
(FRZE)

Aluminum
Carbide

End Mill

Without

Coating

MU2-GMA - MU2-HMA O ©

GMA O ©o

@) 6u15500014 peads YBIH|

HMA o o

E180-AWA
E030-AWC o o

buisseoold piepuejs

B14 | CARBIDE END MILL §§ififs% /) — M EMSEIRmR



HUVE 2 DFRSMILET)
l S'EMM 2000 ‘Miz:r\o Diameler‘ELFlute Carbide End Mill

EmEEE Model No

S-EMM2002
S-EMM2003
S-EMM2004
S-EMM2005
S-EMM2006
S-EMM2007
S-EMM2008
S-EMM2009

IHIER
DC

[ ] 0.2 0.4
[ ] 0.3 0.6
[ ] 0.4 0.8
[ ] 0.5 1

[ ] 0.6 1.2
[ ] 0.7 1.4
[ ] 0.8 1.6
@ 0.9 1.8

REER
DCON

A B A B M B DD

®
@ CHai” Echaintool cutting tools

50
50
50
50
50
50
50
50

S-EMM 20002 5] V) Hj 228

The Cutting Data For S-EMM 2000 Series

munzg T4 EE
Material @SIEE] Stainless steel (&Rl

E1E (mm) Shank 4
% n (min) 4800
35 | mim Siotted 135
5} 3 .
= fAli& Side 475

tHIRE Cutting depth
B4E Slotted A2 Side

ap<0.5DC

DC

ap : BAEIIEIFRRE Axial depth of cutting
ae : fREILIYIREE Radial depth of cutting
DC : 7J48 Diameter of cutting

S-EMM 2000 — CARBIDE END MILL §5®ii##%70 |

S-EMM

F 7]

Square

B15



S-EMM

Square

go) o
&2 CHBII 59102
I SSEMML 2000L2 [0S Lo S e QH®

2 Flutes Carbide End Mill

HRC) [ M
<55 500

i DCON
APMX«';‘» LU
LF

D T

. HIHIER oERRE
DC LU
S-EMML2004L202 [ 0.4 0.6 4 2 50
S-EMML2004L.204 [ ] 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-EMML2006L.202 0.6 0.9 4 2 50
S-EMML2006L.204 0.6 0.9 4 4 50
S-EMML2006L206 [ ] 0.6 0.9 4 6 50
S-EMML2006L.208 [ 0.6 0.9 4 8 50
@ S-EMML2007L203 [ ] 0.7 1.05 4 3 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-EMML2008L.208 [ ] 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 1.5 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
S-EMML2015L210 1.5 2.25 4 10 50
S-EMML2015L212 [ ) 15 2.25 4 12 50
S-EMML2020L206 2 3 4 6 50
S-EMML2020L208 2 3 4 8 50
S-EMML2020L210 ([ 2 3 4 10 50
S-EMML2020L212 [ ) 2 3 4 12 50
S-EMML2020L214 2 3 4 14 50
S-EMML2020L216 [} 2 3 4 16 50
S-EMML2030L208 3 4.5 4 8 50
S-EMML2030L210 [ 3 4.5 4 10 50

X FETHE- % Continued on next page.

B16 | CARBIDE END MILL $§iffi#s%7] — S-EMML 2000L2
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IIHIER

NNRE ERRE

ERESE Model No

DC APMX
S-EMML2030L212
S-EMML2030L214
S-EMML2030L216

S-EMML2030L220

S-EMML 2000L2 %1 ) i 22 85

The Cutting Data For S-EMML 2000L2 Series

mnuma T4
Material \@SICEWY Stainless steel (LRl

BH7E (mm) Shank 4
#§iE n (min) 4800
38 | mim Siotted 135
S’ 3 .
=vi falig Side 475

IHIFRE Cutting depth
BAE Slotted 32 Side
ap<0.5DC

DC

ap : BHEIIHEIRE Axial depth of cutting
ae : EEHIRE Radial depth of cutting
DC : 748 Diameter of cutting

S-EMML 2000L2— CARBIDE END MILL §5®i#§%0 |

S-EMM

F 7]

Square
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S-0GM

Square

BI18

= .
&2 CHBII 59102

HUVE 2 DFRSMILET)
l S'OGM 2000 ‘Miz:r\o Diameter‘ELF\ute Carbide End Mill

EfELSE Model No

S-OGM2003 [
S-OGM2004
S-OGM2005
S-OGM2006
S-OGM2007
S-OGM2008
S-OGM2009
S-OGM2010
S-OGM2011
S-O0GM2012
S-OGM2013
S-OGM2014
S-OGM2015
S-OGM2016
S-OGM2017
S-OGM2018
S-OGM2019
S-OGM2020
S-OGM2021
S-OGM2022
S-OGM2023
S-OGM2024
S-OGM2025 [ ]
S-OGM2026
S-OGM2027
S-OGM2028
S-OGM2029
S-OGM2030D6

HIHIER
DC

0.3
0.4
0.5
0.6
0.7
0.8
0.9

1.1
1.2
13
14
15
16
17
18
19

21
22
23
2.4
2.5
2.6
27
2.8
2.9

1.2
1.6

24
2.8
3.2
3.6

4.4
4.8
5.2
5.6

6.4
6.8
7.2
7.6

8.4
8.8
9.2
9.6

10.4
10.8
1.2
11.6

WREER
DCON

o A A BDM DM DA DBEDdDMDDBEDdDDBEDMDDEDDDDAEDSAEDASEDDNEDDNDSEDDNSDS

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50

| CARBIDE END MILL §§iffi#s%7] — S-OGM 2000
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F 7]
S-OGM 2000251 L5122

The Cutting Data For S-OGM 2000 Series

?ﬁhﬂIME T EE
Material @SIEE] Stainless steel

Cast Iron
E1E (mm) Shank 4 6
3 n (min) 4800 3100
3L | msoted | 135 120
35 {83 Side 475 375
IIHIFRE Cutting depth
BHE Slotted {32 Side
ap<0.5DC
—

ap : BHEIIHEIRE Axial depth of cutting
ae : REIYIFE Radial depth of cutting
DC : 7J48 Diameter of cutting

S-OGM 2000 — CARBIDE END MILL §&i@i%s50 | B19



EM

‘.{Eliain R wH DA
| EMM 2000 ;2250 v ()

Square

DC DCON

SR Y >

WREPER

EmEEE Model No

DCON

EMM2010 [ ] 1 2.8 4 50
EMM2010D6 [ ] 1 2.5 6 50
EMM2015 [ ] 1.5 3.75 4 50
EMM2020 [ 2 5 4 50
EMM2020D6 [ ] 5 6 50
EMM2025 [ ] 25 6.25 4 50
EMM2025D6 [ 2.5 6.25 6 50
EMM2030 [ 3 7.5 4 50
EMM2030D6 [ ] 7.5 6 50
EMM2030E1 [ ] 7.5 4 75
EMM2035 [ 3.5 8.75 4 50
EMM2035D6 [ 3.5 8.75 6 50
EMM2036 [ ] 3.6 9 4 50
EMM2038 [ ] 3.8 9.5 4 50
EMM2040 [ 4 10 4 50
EMM2040D6 [ 4 10 6 50
EMM2040E1 [ ] 4 10 4 75
EMM2040H 4 10 4 100
EMM2045 [ 4.5 11.25 6 50
EMM2047 [ 4.7 11.75 6 50
EMM2050 [ ] 5 12.5 6 50
EMM2050D5 5 12.5 5 50
EMM2050E1 [ ] 5 12.5 6 75
EMM2050H [ 5 12.5 6 100
EMM2055 [ ] 5.5 13.75 6 50
EMM2057 [ ] 5.7 14.25 6 50
EMM2060 [ ] 6 15 6 50
EMM2060E1 [ 6 15 6 75
EMM2060H [ ] 6 15 6 100
EMM2064 [ ] 6.4 16 8 60
EMM2068 [ ] 6.8 17 8 60
EMM2070 [ 7 17.5 8 60
EMM2071 [ 7.1 17.75 8 60

% FETHE- % Continued on next page.
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Square

HIHIER

HNNRE

EfRELSE Model No

APMX

EMM2073 [}
EMM2075 [} 7.5 18.75 8 60
EMM2080 [} 8 20 8 60
EMM2080E1 o 8 20 8 75
EMM2080H [ ] 8 20 8 100
EMM2080M o 8 20 8 150
EMM2090 [ ] 9 225 10 75
EMM2100 [ J 10 25 10 75
EMM2100H [ ] 10 25 10 100
EMM2100M o 10 25 10 150
EMM2110 [ ] 11 27.5 12 75
EMM2120 [ J 12 30 12 75
EMM2120H [ ] 12 30 12 100
EMM2120M [} 12 30 12 150
@ EMM2125D14 [ ] 12.5 31.25 14 100
EMM2140 [ J 14 35 16 100
EMM2160 [ ] 16 48 16 100
EMM2160M [} 16 48 16 150
EMM2160R [ ] 16 48 16 200
EMM2200 [ J 20 50 20 100
EMM2200M [ ] 20 50 20 150
EMM2200R [J 20 50 20 200
EMM 2000 2% 1) 51 22 8
The Cutting Data For EMM 2000 Series
WINIHE T L
Material @SIEE] Stainless steel Rl
B (mm) Shank 3 4 6 8 10 12 16 20
#&3& n (min) 4800 4800 3100 2300 1900 1600 1200 950
’gg BA#& Slotted 135 135 120 120 120 120 135 135
3
2% | mmsce | 475 | 475 | 325 | ars | 375 | 275 | 200 | 165

LJEIEE Cutting depth
BIAE Slotted fAl3E Side

ap<0.5DC

DC

ap : BAEIEEIRE Axial depth of cutting
ae : fREILEIERE Radial depth of cutting
DC : 7J48 Diameter of cutting

EMM 2000 — CARBIDE END MILL §&if@i#s50 |  B21
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‘.{Eliain R wH DA
l EMM 2000L1 fﬁ?efﬁfiﬁfggéﬁﬂ Length Carbide End Mill @

Square

DC DCON

sz~ T

. HIHIER 2 WREPER
DCON
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 o 1.5 4.5 4 50
EMM2016L.1048 [ 1.6 4.8 4 50
EMM2017L1051 [ 1.7 5.1 4 50
EMM2018L1054 [ ] 1.8 54 4 50
EMM2019L1057 o 1.9 5.7 4 50
EMM2020L 106 [ 2 6 4 50
EMM2020L106D6 [ 2 6 6 50
EMM2021L1063 [ ] 21 6.3 4 50
EMM2022L.1066 o 22 6.6 4 50
EMM2023L1069 [ 28 6.9 4 50
EMM2024L.1072 [ 2.4 7.2 4 50
EMM2025L1075 [ ] 25 7.5 4 50
EMM2026L.1078 o 2.6 7.8 4 50
EMM2027L1081 [ 27 8.1 4 50
EMM2028L1084 [ 2.8 8.4 4 50
EMM2029L1087 [ ] 29 8.7 4 50
EMM2030L 109 [ ] 3 9 4 50
EMM2030L109D3 [ & 9 3 50
EMM2030L109D6 [ 3 9 6 50
EMM2031L1093 [ ] 3.1 9.3 4 50
EMM2032L.1096 [ ] 3.2 9.6 4 50
@ EMM2032L.1096D6 [ 32 9.6 6 50
EMM2033L1099 [ 3.3 9.9 4 50
EMM2034L1102 [ J 34 10.2 4 50
EMM2035L1105 [ 3.5 10.5 4 50
EMM2036L.1108 [ 3.6 10.8 4 50
EMM2037L1111 [ ] 3.7 11.1 4 50
EMM2038L 1114 [ 3.8 11.4 4 50

% FETHE- % Continued on next page.
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Square

HIHIER HNNRE

EfRELSE Model No

APMX

EMM2039L1117 [ ] 50
EMM2040L112 L J 4 12 4 50
EMM2040L112D6 ([ ] 4 12 6 50
EMM2041L1123 (] 4.1 12.3 6 50
EMM2042L.1126 [ ] 4.2 12.6 6 50
EMM2043L1129 ® 4.3 12.9 6 50
EMM2044L1132 ([ ] 4.4 13.2 6 50
EMM2045L1135 (] 4.5 13.5 6 50
EMM20461.1138 [ ] 4.6 13.8 6 50
EMM2047L1141 L J 4.7 14.1 6 50
EMM2048L1144 ([ ] 4.8 14.4 6 50
EMM2049L1147 (] 4.9 14.7 6 50
EMM2050L115 [ ] 5 15 6 50
EMM2051L1153 L J 5.1 15.3 6 50
EMM2052L1156 ([ ] 52 15.6 6 50
EMM2053L1159 ] 5.3 15.9 6 50
EMM2054L.1162 [ ] 54 16.2 6 50
EMM2055L1165 ® 5.5 16.5 6 50
EMM2056L.1168 ([ ] 5.6 16.8 6 50
EMM2057L1171 [ ] 5.7 17.1 6 50
EMM2058L1174 [ ] 5.8 17.4 6 50
EMM2059L1177 ® 5.9 17.7 6 50
EMM2060L 118 ([ ] 6 18 6 50
EMM2061L1183 [ ] 6.1 18.3 8 60
EMM2062L1186 [ ] 6.2 18.6 8 60
EMM2063L1189 ® 6.3 18.9 8 60
EMM2064L1192 ([ ] 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 ([ ] 71 213 8 60
EMM2072L.1216 ([ ] 7.2 21.6 8 60
EMM2073L1219 [ ] 7.3 21.9 8 60
EMM20741.1222 [ 7.4 222 8 60
EMM2075L1225 ® 7.5 225 8 60
EMM2076L.1228 ([ ] 7.6 228 8 60
EMM2077L1231 [ ] 7.7 23.1 8 60
EMM2078L1234 [ 7.8 23.4 8 60
EMM2079L1237 ® 7.9 23.7 8 60

X FEETHE - % Continued on next page.
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HIHIER HNNRE

EfRELSE Model No

APMX

EMM2080L124

EMM2080L124H L J 24 8 100
EMM2080L140M ([ ] 8 40 8 150
EMM2081L1243 (] 8.1 24.3 10 75
EMM2082L.1246 [ ] 8.2 24.6 10 75
EMM2083L1249 L J 8.3 24.9 10 75
EMM2084L1252 ([ ] 8.4 25.2 10 75
EMM2085L1255 8.5 25.5 10 75
EMM2086L.1258 [ ] 8.6 25.8 10 75
EMM2087L1261 L J 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 L J 9.1 27.3 10 75
EMM2092L1276 [ ] 9.2 27.6 10 75
EMM2093L1279 ] 9.3 27.9 10 75
EMM20941.1282 9.4 28.2 10 75
EMM2095L.1285 L J 9.5 28.5 10 75
EMM2096L.1288 [ ] 9.6 28.8 10 75
EMM2097L1291 [ ] 9.7 29.1 10 75
EMM2098L.1294 [ ] 9.8 294 10 75
EMM2099L.1297 L J 9.9 29.7 10 75
EMM2100L130 [ ] 10 30 10 75
EMM2101L1303 10.1 30.3 12 75
EMM2102L1306 [ ] 10.2 30.6 12 75
EMM2103L1309 L J 10.3 30.9 12 75
EMM2104L1312 [ ] 10.4 31.2 12 75
EMM2105L1315 10.5 315 12 75
EMM2106L1318 [ ] 10.6 31.8 12 75
EMM2107L1321 L J 10.7 321 12 75
EMM2108L1324 [ ] 10.8 324 12 75
EMM2109L1327 [ ] 10.9 32.7 12 75
EMM2110L133 1 33 12 75
EMM2111L1333 L J 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 L J 1.5 34.5 12 75
EMM2116L.1348 [ ] 11.6 34.8 12 75
EMM2117L1351 [ ] 1.7 35.1 12 75
EMM2118L 1354 [ 11.8 35.4 12 75
EMM2119L1357 o 11.9 35.7 12 75

X FEETHE - % Continued on next page.
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EMELSE Model No

DC APMX

EMM2120L 136

EMM 2000L1 251 i) i 22 8

The Cutting Data For EMM 2000L1 Series

?E?JHIME T 4838
Material @SIEE] Stainless steel (eEE Ay}

E1E (mm) Shank 4 6 8 10 12 16 20
#33# n (min) 4800 3100 2300 1900 1600 1200 950
?\TE B4E Slotted 135 120 120 120 120 135 135
‘g’i fali# Side 475 325 375 375 275 200 165

1DHIZRE Cutting depth
BAFE Slotted {83 Side

ap=<0.5DC ap=1.5DC

DC

ap : BHEILIHIRERE Axial depth of cutting
ae : fREIHIRE Radial depth of cutting
DC : 7] Diameter of cutting

EMM 2000L1—CARBIDE END MILL §§ifi#s%70 |

EMM

7]
SQUARE

B25



EMJM @CHEHf EROHTIE

Square

I EMM 2000T00

o]

FIE 2 OFRHMILEED
2 Flutes Tapered Carbied End Mill

DN

APMX T

LF

HRC) [ M
<55 500

IHIER L=
ERESER Model No
DCON
EMM2025T030 5
EMM2040T030D6 [ ] 4 15 6 50 5.57
EMM2060T030D8 [ ) 6 18 8 60 7.59
EMM2060T030D10 6 18 10 75 8.1
EMM2080T030 [ J 8 25 8 75 10.62
EMM 2000TO00 251 t7) i1 22 8
The Cutting Data For EMM 2000T00 Series
WINTIME $ T 3R 5588
Material Stainless steel
E1E (mm) Shank 4 6 8 10 12 16
#& n (min) 4800 3100 2300 1900 1600 1200
gg BH4E Slotted 135 120 120 120 120 120
3&
3% fRli& Side 475 325 375 375 275 275

B26

tHIRE Cutting depth

B4E Slotted A2 Side

ap<0.5DC

DC

ap : BAEIEIFRRE Axial depth of cutting
ae : fRELIYIREE Radial depth of cutting
DC : 7J48 Diameter of cutting

| CARBIDE END MILL §§3ffi#g%7] — EMM 2000T00




I EMM 3000

DC

3 VSIS
3 Flutes Carbide End Mill

APMX J

THIER REER
EmEEE Model No
DC DCON
EMM3040 [ ] 10 4 50
EMM3050 [ ) 5 12.5 6 50
EMM3058 [ ) 5.8 14.5 6 50
EMM3060 [ ] 6 15 6 50
EMM3078 [ ] 7.8 19.5 8 60
EMM3080 [ 8 20 8 60
EMM3100 [ ) 10 25 10 75
EMM3100L130 [ ] 10 30 10 75
EMM3120L136 [ ] 12 36 12 75
EMM3120L157H 12 57 12 100
EMM3160 [ 16 48 16 100
EMM 30002514128
The Cutting Data For EMM 3000 Series
wWNTHE G T3BiR f )
Material Stainless steel
E& (mm) Shank 5 585 6 8 10
#43% n (min) 3800 3500 3100 2300 1900
38 | s sioted 180 180 180 180 180
aﬁ A3 Side 500 500 500 580 580

4R E Cutting depth
BH4E Slotted 32 Side

ap<0.5DC

DC

ap : BHEIIHEIRE Axial depth of cutting
ac : REIIHIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

EMM 3000 —CARBIDE END MILL &fifs% 7] |
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HRC) [ M
Vo <55 500

Square
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Square

g0} »
&2 CHBIM i 9172
| EMM 4000 (255852, o ®

HRC) [ M
Vo <55 500

DC IDCON

APMX ‘

LF

HIHIER WREPER

EmEEE Model No

DCON

EMM4010 [ ] 1 2.5 4 50
EMM4010D6 [ ] 1 25 6 50
EMM4015 [ 1.5 3.75 4 50
EMM4015D6 [ ] 1.5 3.75 6 50
EMM4020 [ ] 2 5 4 50
EMM4020D6 [ ] 5 6 50
EMM4025 [ 25 6.25 4 50
EMM4025D6 ® 2.5 6.25 6 50
EMM4030 [ ] 7.5 4 50
EMM4030D6 [ ] 7.5 6 50
EMM4030E1 [ 7.5 4 75
EMM4035 o 3.5 8.75 4 50
EMM4035D6 [ ] 3.5 8.75 6 50
EMM4040 [ ] 4 10 4 50
EMM4040D6 [ 4 10 6 50
EMM4040E1 o 4 10 4 75
EMM4040H [ ] 4 10 4 100
EMM4045 [ ] 4.5 11.25 6 50
EMM4050 [ 12.5 6 50
EMM4050E1 o 5 12.5 6 75
EMM4050H [ ] 5 12.5 6 100
EMM4055 [ ] 5.5 13.75 6 50
EMM4060 [ 6 15 6 50
EMM4060E1 o 6 15 6 75
EMM4060H [ ] 6 15 6 100
EMM4060M 6 15 6 150
EMM4065 [ 6.5 16.25 8 60
EMM4070 o 7 17.5 8 60
@ EMM4075 [ ] 7.5 18.75 8 60
EMM4080 [ ] 8 20 8 60
EMM4080E1 [ 8 20 8 75
EMM4080H o 8 20 8 100
EMM4080M [ ] 8 20 8 150

X FEETHE - % Continued on next page.

B28 | CARBIDE END MILL $§§ffi#s%7] — EMM 4000



EMM

EMELSE Model No

®
@c”ai” Echaintool cutting tools w7

Square

HIHIER HNNRE

DC APMX

EMM4100 [ ]

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 [ J 14 35 16 100
EMM4160 [ ] 16 48 16 100
EMM4160M [ ] 16 48 16 150
EMM4160R [ ] 16 48 16 200
EMM4180M [ J 18 45 20 150
EMM4200 [ ] 20 50 20 100
EMM4200M [ ] 20 50 20 150
EMMA4200R [ ] 20 50 20 200

EMM 40002519512 8

The Cutting Data For EMM 4000 Series

%ﬁﬂﬂIHE T4 FE)
Material @SIEE Stainless steel (Rl

B (mm) Shank 4 6 8 10 12 16 18 20
E83% n (min) 4800 3100 2300 1900 1600 1200 1240 1060
’g\\g B4% Slotted 200 180 180 180 180 200 225 300
3% {8 Side 700 500 580 580 410 300 450 240

IHIRE Cutting depth
B9 Slotted {32 Side

ap<0.5DC

DC

ap : BHEILIHIERE Axial depth of cutting
ae : fEEHJIYIFE Radial depth of cutting
DC : 7] Diameter of cutting

EMM 4000 — CARBIDE END MILL §gii#s50 | B29
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Square

B30

RIBY 4 TIRIMIIHET)
l EMM 4000L1 Long Flute 4 Flult:s Carbide End Mill

DC DCON
APMX

WREPER

EmEEE Model No

DCON
EMM4010L103 1 3 4 50
EMM4015L1045 1.5 4.5 4 50
EMM4020L 106 [ J 2 6 4 50
EMM4025L1075 [ 2.5 7.5 4 50
EMM4025L1075D6 [} 2.5 7.5 6 50
EMM4030L109 [ ] 3 9 4 50
EMM4030L109D6 [ J 3 ¢ 6 50
EMM4030L113D6 3 13 6 50
EMM4032L1064D6 3.2 6.4 6 50
EMM4040L112 [ ] 4 12 4 50
EMM4040L114D6 4 14 6 50
EMM4040L120E1 [ 4 20 4 75
EMM4050L115 [ ] 5 15 6 50
EMM4050L125E1 [ ] 5 25 6 75
EMM4060L 118 [ ] 6 18 6 50
EMM4060L125E1 [ 6 25 6 75
EMM4060L130E1 [} 6 30 6 75
EMM4060L130H [ ] 6 30 6 100
EMM4080L 124 [ ] 8 24 8 60
EMM4080L130E1 [ 8 30 8 75
EMM4080L135H [ ] 8 35 8 100
EMM4080L140M [ ] 8 40 8 150
EMM4100L130 [ J 10 30 10 75
EMM4100L140H [ 10 40 10 100
EMM4100L145H [ ] 10 45 10 100
EMM4100L150M [ 10 50 10 150
@ EMM4100L155H [ ] 10 55 10 100
EMM4120L136 [ 12 36 12 75
EMM4120L145H [} 12 45 12 100
EMM4120L150M [ 12 50 12 150
EMM4120L155H [ ] 12 55 12 100
EMM4130L139D16 [ 13 39 16 100
EMM4140L142 [ ] 14 42 16 100

X FEETHE - % Continued on next page.
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EMREISE Model No

DC APMX

EMM4140L142D14

EMM4160L170M
EMM4200L 180M
EMM 4000L1 &%t i51 228
The Cutting Data For EMM 4000L1 Series
%&hll\]/lftgi Staiﬂ?ggﬂteel Cﬁft%ion
B8 (mm) Shank 4 6 8 10 12 16 18 20
#83% n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 1240 | 1060
3% | mmootea | 200 | 180 | 180 | 180 | 180 | 200 | 225 | 300
%% i@ Side 700 | 500 | 580 | 580 | 410 | 300 | 450 | 240
1IHI;RE Cutting depth Bt Slotted {32 Side

aps<0.5DC

DC

ap : BHEILIHIERE Axial depth of cutting
ae : fREIHIFRE Radial depth of cutting
DC : 7){& Diameter of cutting

EMM 4000L1—CARBIDE END MILL §&§ifs% 7] |
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Square
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Square

2 3] 3 & RIBMILEHT)
l EPM 2000 2 Flutes With Trip\;J-Flute Length Carbide End Mill

DCI IDCON

’.%J LF ‘

. IHIER 7 RERER
DC DCON
EPM2010L103 1 3 4 50
EPM2020L106 2 6 50
EPM2020L 106D6 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
S EPM2060 6 15 6 50
EPM2060E1 ° 6 15 6 75
EPM2060L118 6 18 6 50
EPM2070L121 7 21 8 60
EPM2080L 124 ° 8 2 8 60
EPM2080L 124H 8 2 8 100
EPM2090L 127 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
EPM2120L 150H ° 12 50 12 100
EPM2120L150M ° 12 50 12 150

B32 | CARBIDE END MILL $§ifi#s%7] — EPM 2000
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The Cutting Data For EPM 2000 Series

wMIME S&i Tt 0
[YEIUCIR Alloy Steel 4 Carbon Steel

B (mm) Shank 4 6 8 10 12 16 20
$83% n (min) 4800 3100 2300 1900 160 1200 950
g% FA#§ Slotted 135 120 120 120 120 135 135
‘%% fHli& Side 475 325 375 375 275 200 165

HJHISRE Cutting depth
BH4E Slotted {2 Side

ap<0.5DC

DC

ap : BAEEIHEIRE Axial depth of cutting
ae : REYIFE Radial depth of cutting
DC : 7] Diameter of cutting
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Square

3 JDSHIMILERT]
l EPM 3000 3 Flutes Cligrbide End Mill

DC DCON
APMX
LF

. THIER 7 REER

DC DCON
@ EPM3040L112E1D6 [} 4 12 6 75
EPM3050 [ ] 5 12.5 6 50
EPM3050L115 5 15 6 50
EPM3055L1165 55 16.5 6 50
EPM3060 6 15 6 50
EPM3070L121 [} 7 21 8 60
EPM3080 8 20 8 60
EPM3100 10 25 10 75
EPM3100L130 10 30 10 75

EPM 30002%1 b)) 228

The Cutting Data For EPM 3000 Series

#NIME IR B
Material GQUOASICEY QOSSN S

E4E (mm) Shank 5 55 6 8 10

#% n (min) 3800 3500 3100 2300 1900
gg BEHl Slotted 180 180 180 180 180
%§ fli& Side 700 500 600 580 580

LIHIERE Cutting depth
BH4E Slotted {832 Side
ap<0.5DC

DC

ap : BHEIIHEIRRE Axial depth of cutting
ae : fEELIHIFEE Radial depth of cutting
DC : 7]48 Diameter of cutting

B34 | CARBIDE END MILL $§iffi#s%7] — EPM 3000



EPM4000 series
I D

4 )55l VL 8k )

4 Flutes Carbide End Mills
aJflEt EIfEtE)

Sultable for side milling and) slotting

. fish
U FiEE SONERiA @ Milng

35 b elixyAngleiDesign

F#MPS00SMIE S S&] 1%t E
New/P500IMaterialiWith HighiWear;
Resistance/AndiToughness.

IR
Cutting depth SN LA EEHRCS5°~60° - BASTIRBAERE - FENTE

BAE Slotted RATEERSEG - NEHEERE - 2HMERERE - MES « ER

Capable of machining high hardness HRC 55° to 60°, unique cutting edge

structure reduces machining vibration, enhances tool life and improves chip

evacuation efficiency, excellent vibration resistance, high durability, and wear
resistance with the new material.

SN SO0 ASH vz
The Cutting Data For EPM 4000 Series ~ Material \GUOBSICSY QORI ISICE]

E£& (mm) Shank 4 6 8 10 12 16

ap<0.5DC

{H)32 Side

E85% n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200
=

ap : WEUﬁJﬁUi’?E

53

al depth of cutting % E B4 Slotted | 270 240 240 240 240 270

PEAE SE |mmside | 950 | 650 | 750 | 750 | 550 | 400
Diameter of cutting \/f

EPM 4000 — CARBIDE END MILL §&8@i#%#%70 |
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Ean l:’}EHain® L

Square

4 JDSHIMILERT)
l EPM 4000 4 Flutes C\_):rbide End Mill

DCI DCON
APMX
LF

CEDY DD

EFREEE Model No THIERE REER
DC DCON
EPM4010 25 25 4 =
EPM4010L103 o 3 3 4 50
EPM4015 [} 1.5 3.75 4 50
EPM4015L104 15 4 50
EPM4020 4 -
EPM4020L106 2 6 4 50
EPM4030 7.5 75 4 50
EPM4040 10 10 4 50
EPM4040L112 4 12 4 50
EPM4050 12.5 12.5 6 50
EPM4060 15 15 6 p-
EPM4060L118 6 18 5 50
EPM4060E1 6 15 6 -
EPM4080 20 20 s 60
EPM4100 25 25 10 75
EPM4100L130 ) 30 30 10 75
EPM4120 30 30 12 -
EPM4160 48 48 16 100
EPM 4000531 )12 8

The Cutting Data For EPM 4000 Series

WNIHE N [ 7]
[VEICUEIR Alloy Steel 4 Carbon Steel

B8 (mm) Shank 4 6 8 10 12 16
#3% n (min) 4800 3100 2300 1900 1600 1200
g% BIHE Slotted 270 240 240 240 240 270
gﬁ & Side 950 650 750 750 550 400
HEIRE Cutting depth B3 Slotted Ui side
aps0.50C
ap : BHEEIHIERE Axial depth of cutting

»
@

: ZEEIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

DC

B36 | CARBIDE END MILL $§iffi#s%7] — EPM 4000



U serie ; DIOE ]
= A al1HI S ] B
UILEU 1]~
. 2 s omem
(BB ok 77 /- 2y = 0
2 I S IN3EHEEX
=07 Bl B2 o] N LZiEEHR
e angle 4 ae 0 e proa d e pe d e e dae g
pratio ed O d g proce d ele ene Dre oval and onge e
0] 00 d e pa e e e ed arpiae A o4a Jd ease 00
i WOE WV
earap d d dleria )
Proce go 0 /"VEWAR‘S\AV
D00Z5 = 5 HEIFERE Cutting depth
0 000 Se ap : BHELIEIRE Axial depth of cutting
ae : R@IIHIFRE Radial depth of cutting
BHE (mm) Shank 4 6 8 10 12 DC : 7)18 Diameter of cutting
#E5E n (min) 4700 3100 2300 1900 1500 FAtE Slotted Rl Side
35 |pmmsored| 280 | 180 | 180 | 180 | 135 aps0.5DC
ERd
2B | mside | 1100 | 600 | 580 | 580 | 450 “oc
30FEIMILHET)
| GMM 3000 J205T 0, o (o) HHO
DCI IDCON
APMX
LF

EfRELSE Model No

IIHIER

HNRE

EED S 7D

GMM3030
GMM3040
GMM3050
GMM3060
GMM3080
GMM3100
GMM3120

DC

3
4
5
6
8

-
N O

APMX

7.5
10
12.5
15
20
25
30

4 50
4 50
6 50
6 50
8 60
10 75
12 75

GMM 3000 — CARBIDE END MILL &% |
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GM

‘.{Eliain R wH DA
| GMM 4000 ;Z8en (i)

DCI IDCON

APMX
LF

SQUARE

IHIER 7 RERER
EmEEE Model No
DCON
GMM4010 [} 1 25 4 50
GMM4010L103 [ J 1 3 4 50
GMM4015 [} 1.5 3.76 4 50
GMM4015L103 [} 1.5 3 4 50
GMM4015L104 [} 1.5 4 4 50
GMM4020 [ J 2 5 4 50
GMM4020L106 [} 2 6 4 50
GMM4025 [} 2.5 6.25 4 50
GMM4025L106 [} 25 6 4 50
GMM4025L107 [ J 2.5 4 50
GMM4025L.1075 [} 2.5 7.5 4 50
GMM4030 [} 3 7.5 4 50
GMM4030L108 [} 3 8 4 50
GMM4030L109 [ J 3 9 4 50
GMM4030L112D6 [ 3 12 6 50
GMM4035 [} 3.5 8.75 4 50
GMM4035L.1105 [} 3.5 10.5 4 50
GMM4040 [ J 10 4 50
GMM4040L112 [} 12 4 50
GMM4045 [} 4.5 11.25 6 50
GMM4050 [ ) 5 12.5 6 50
GMM4050L115 [ J 15 6 50
GMM4055 [} 55 13.75 6 50
GMM4060 [} 6 15 6 50
GMM4065 [ ) 6.5 16.25 8 60
GMM4070 [ J 7 17.5 8 60
GMM4075 [} 7.5 18.75 8 60
GMM4080 [ 8 20 8 60
GMM4085 [} 8.5 21.25 10 75
GMM4090 [ J 9 22.5 10 75
GMM4095 [} 9.5 23.75 10 75
GMM4100 [} 10 25 10 75
GMM4105 [ ) 10.5 26.25 12 75

X FETHE- % Continued on next page.
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GMM

®
@c”ai” Echaintool cutting tools %7

Square

HIHIER HNNRE

EMREISE Model No

DC APMX

GMM4110 [}
GMM4115 [ ] 11.5 28.75 12 75
GMM4120 [} 12 30 12 75
GMM4130 [} 13 325 16 100
GMM4140 [ ] 14 35 16 100
GMM4150 [} 15 37.5 16 100
GMM4160 [} 16 48 16 100
GMM4170 [} 17 42.5 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 )51 22885
The Cutting Data For GMM 4000 Series
mnﬁ/lftﬁﬁ Staizre%ﬁteel
H& (mm) Shank 4 6 8 10 12 16 20 25
EE5& n (min) 4800 3100 2300 1900 1600 1200 1060 800

Bit8 Slotted 270 240 240 240 240 270 250 230

{832 Side 950 650 750 750 550 400 400 320

(unw/wiw)
S T 25 i

HEIRE Cutting depth
Bf4E Slotted {32 Side

ap<0.5DC ap=1.5DC

DC

ap : EIEIIHEIRE Axial depth of cutting
ae : fEEIHIFEE Radial depth of cutting
DC : 7]#8 Diameter of cutting

GMM 4000 — CARBIDE END MILL §gii%s50 | B39



GM

ucﬂain HEUHTIE

SQUARE

6 SIS0
' GMM 6000 6 Flutes Clizrbide End Mill @
DC DCON
APMX

REER
EmEEE Model No
DCON
GMM6040 [} 4 10 4 50
GMM6045 [ J 4.5 11.25 6 50
GMM6050 [} 5 125 6 50
GMM6060 [} 6 15 6 50
GMM6060L118 [} 6 18 6 50
GMM6080 [ ] 8 20 8 60
GMM6100 [ ) 10 25 10 75
GMM6100L130 [ ) 10 30 10 75
GMM6120 [ ) 12 30 12 75
GMM6160 [ J 16 48 16 100
GMM6200 [ ) 20 50 20 100
GMM6250 @ 25 62.5 25 100
GMM 6000251 Y28
The Cutting Data For GMM 6000 Series
WINLTHE kil T 3R $5 88
Material Stainless steel {&EEAIE])
E1E (mm) Shank 4 6 8 10 12 16 20 25
E43% n (min) 4800 3100 2300 1900 1600 1200 1060 800

B4 Slotted 405 300 360 360 360 405 405 350

fai& Side 1450 1000 1150 1150 850 600 480 480

(unw/ww)
< RS

HIREE Cutting depth
B4&E Slotted {Al32 Side

ap<0.5DC

DC

ap : BHEEIHEIRE Axial depth of cutting
ae : REIHIERE Radial depth of cutting
DC : 7J4® Diameter of cutting

B40 | CARBIDE END MILL $§§ffii#s%7] — GMM 6000



Al 6 Flutes Tungsten
6558 im 2t /] Carbide End Wil

N Frag L _
GPM6000 series E¥&EMTERAT]
Designed for High Precision Machining
BRI EERE  SRENTAN - BEMIE
RATERERS - ERUEHHBYRERE - BRERASAIEE
With a new tungsten carbide blade structure, excellent vibration

resistance effectively reduces machining vibrations, extends tool
life and reduces chipping from tool vibrations, new silicon-titanium

i@FﬁﬂﬂIﬁﬁkHH coating with high wear resistance and toughness.
Special Coating for Capable of machining high hardness HRC 55°~60°, provides
excellent machining surfaces and stable chip evacuation efficiency.

=tz £ AlloySteel WIINgINGL - L el iR T

{5k &t Carbon]Steel D{ IDCON

IRER45 505

Helix Angle Design 45°

HNNRE

EmRESE Model No

APMX
GPM6040 4 10 4 50
GPM6045 4.5 11.25 6 50
GPM6050 5) 125 6 50
GPM6060 [ 6 15 6 50
GPM6060L118 6 18 6 50
GPM6080 8 20 8 60
GPM6100 [ J 10 25 10 75
GPM6100L130 10 30 10 75
GPM6120 12 30 12 75
GPM6160 16 48 16 100
GPM6200 20 50 20 100
GPM6250 25 62.5 25 100
GPM 6000251 ) i51 22 885
The Cutting Data For GMM 6000 Series HNHIZRRE Cutting depth
BH4E Slotted {832 Side

H1& (mm) Shank 4 6 8 10 | 12 |16 | 20 | 25

ap<0.5DC ap=1.5DC

#5& n (min) 4800 {3100 | 2300 (1900 {1600 |1200 (1060 | 800

DC

FAf% Slotted | 405 | 300 | 360 | 360 | 360 |405 |405 | 350

i ap : EEIIEIFRE Axial depth of cutting
fli& Side | 1450 | 1000 (1150 | 1150 | 850 | 600 | 480 |480 | g : fEEIFIMIEREE Radial depth of cutting

DC : 7] Diameter of cutting

(urw/ww)
< R 52
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MU-ENM

= .
el €2 CHaII 917 =

Square

B% 4 D5RMILEE D
l MU'EMM 4000 4 Flutes RounldLed Land Carbide End Mill

DCI DCON

%

LF

. THIER REER
DC DCON
MU-EMM4030 ° 3 75 4 50
MU-EMM4030D6 ° 3 75 6 50
MU-EMMA4030L 109D6 ° 3 9 6 50
MU-EMM4040 ° 4 10 4 50
MU-EMM4040D6 ° 4 10 6 50
MU-EMM4040L 112 ° 4 12 4 50
MU-EMMA4040L 112D6 ° 4 12 6 50
MU-EMMA4050 ° 5 12,5 6 50
MU-EMMA4050L 115 ° 5 15 6 50
MU-EMM4060 ° 6 15 6 50
MU-EMMA4060L 118 ° 6 18 6 50
MU-EMMA4060E 1 ° 6 15 6 75
MU-EMM4070 ° 7 175 8 60
MU-EMMA4070L121 ° 7 21 8 60
MU-EMM4080 ° 8 20 8 60
MU-EMMA4080L 124 ° 8 24 8 60
MU-EMM4090 ° 9 225 10 75
MU-EMM4090L 127 ° 9 27 10 75
MU-EMM4100 ° 10 25 10 75
MU-EMM4100L130 ° 10 30 10 75
(o) MU-EMM4110H ° 11 275 12 75
MU-EMM4120 ° 12 30 12 75
MU-EMM4120L136 ° 12 36 12 75
MU-EMM4140 ° 14 35 16 100
MU-EMM4160 ° 16 48 16 100
MU-EMM4160L 160M ° 16 60 16 150
MU-EMM4200 ° 20 50 20 100

B42 | CARBIDE END MILL §§ffi#g%7] —MU-EMM 4000



@ c”ai” ®Echaintool cutting tools MU.EMM

F 7]
MU-EMM 4000 2 51| {) 51 22 8

Square
The Cutting Data For MU-EMM 4000 Series

WINTAME T8RN 35 8
Material @SIEE] Stainless steel (eEE ()]

B8 (mm) Shank 4 6 8 10 12 16 20
#3 n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 1060

g% B Sioted | 270 240 240 240 240 270 250

%{’ﬁ @18 Side 950 650 750 750 550 400 400

LIHIREE Cutting depth
BA4E Slotted {H32 Side

ap<0.5DC

DC

ap : B EEIERE Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
DC : 7]48 Diameter of cutting

MU-EMM 4000 — CARBIDE END MILL §§§fi#g%0 | B43



MU-GN

- .
el 2 CHaII 5907 =

Square

B8 4 D_MILEHT)
l MU'GMM 4000 4 Flutes RounLdLed Land Carbide End Mill

DC

‘ APMX

LF

IHIER
EMmELSE Model No

MU-GMM4010 [ 1 25 4 50
MU-GMM4015 [ J 1.5 3.75 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-GMM4032L1096 [ 3.2 9.6 4 50
MU-GMM4033L1099 [ 3.3 9.9 4 50
MU-GMM4034L1102 [ ] 3.4 10.2 4 50
MU-GMM4035 [ 3.5 8.75 4 50
MU-GMM4035D6 [ 3.5 8.75 6 50
MU-GMM4035L.1105 [ 3.5 10.5 4 50
MU-GMM4036L1108 o 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 o 4 10 4 50
MU-GMM4040D6 [ 4 10 6 50
MU-GMM4040L112 o 4 12 4 50
MU-GMM4040L112D6 [ 4 12 6 50
MU-GMM4040E1 [ J 4 12.5 4 75
MU-GMM4041L1123 [ 4.1 12.3 6 50
MU-GMM4042L1126 o 4.2 12.6 6 50
MU-GMM4043L1129 [ 43 12.9 6 50
MU-GMM4044L1132 [ J 4.4 13.2 6 50
MU-GMM4045L.1135 [ 45 13.5 6 50
MU-GMM4046L.1138 [ 4.6 13.8 6 50
MU-GMM4047L.1141 [ 4.7 14.1 6 50
MU-GMM4048L1144 [ J 4.8 14.4 6 50
MU-GMM4049L.1147 [ 4.9 14.7 6 50
MU-GMM4050 o 5 12.5 6 50
MU-GMM4050L115 [ 15 6 50

X FETHE- % Continued on next page.
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MU-GN

Q o
uc”ai” Echaintool cutting tools 7

Square

HIHIER HNNRE

EMELSE Model No

DC APMX

MU-GMM4050E1 [ 12.5 6 75
MU-GMM4050H [ J 5 12.5 6 100
MU-GMM4050L120H [ J 20 6 100
MU-GMM4051L1153 [ J 5.1 15.3 6 50
MU-GMM4052L.1156 [ 5.2 15.6 6 50
MU-GMM4053L1159 [ J 5.3 15.9 6 50
MU-GMM4054L1162 [ J 54 16.2 6 50
MU-GMM4055 [ J 5.5 13.75 6 50
MU-GMM4055L.1165 [ 5.5 16.5 6 50
MU-GMM4056L.1168 [ J 5.6 16.8 6 50
MU-GMM4057L1171 [ J 5.7 171 6 50
MU-GMM4058L1174 [ J 5.8 17.4 6 50
MU-GMM4059L1177 [ 5.9 17.7 6 50
MU-GMM4060 [ ] 6 15 6 50
MU-GMM4060L118 [ 6 18 6 50
MU-GMM4060D [ J 6 15 6 60
MU-GMM4060E1 [ J 6 15 6 75
MU-GMM4060H [ ] 6 15 6 100
MU-GMM4061L1183 [ 6.1 18.3 8 60
MU-GMM4062L.1186 [ J 6.2 18.6 8 60
MU-GMM4063L1189 [ 6.3 18.9 8 60
MU-GMM4064L1191 [ 6.4 19.1 8 60
MU-GMM4064L1192 [ 6.4 19.2 8 60
MU-GMM4065 [ J 6.5 16.25 8 60
MU-GMM4065L1195 [ 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 [ J 6.8 20.4 8 60
MU-GMM4069L.1207 [ 6.9 20.7 8 60
MU-GMM4070 [ 7 17.5 8 60
MU-GMM4070L121 [ 21.0 8 60
MU-GMM4071L1213 [ J 71 21.3 8 60
MU-GMM4072L1216 [ 7.2 21.6 8 60
MU-GMM4073L1219 [ 7.3 21.9 8 60
MU-GMM4074L1222 [ J 7.4 222 8 60
MU-GMM4075 [ J 7.5 18.75 8 60
MU-GMM4075L1225 [ 7.5 22.5 8 60
MU-GMM4076L1228 [ 7.6 22.8 8 60
MU-GMM4077L1231 [ J 7.1/ 231 8 60
MU-GMM4078L1234 [ J 7.8 23.4 8 60
MU-GMM4079L1237 [ 7.9 23.7 8 60
MU-GMM4080 [ 8 20 8 60

X FEETHE - % Continued on next page.
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MU-GN

F 7]

Square

B46

EfRELSE Model No

= .
&2 CHBII 5900 =

HIHIER

HNNRE

APMX

MU-GMM4080L124 [ ] 8

MU-GMM4080E1 [ ] 8 20 8 75
MU-GMM4080H [ ] 8 20 8 100
MU-GMM4080M [ ] 8 20 8 150
MU-GMM4081L1243 [ ] 8.1 24.3 10 75
MU-GMM4082L1246 [ ] 8.2 24.6 10 75
MU-GMM4083L1249 [ ] 8.3 249 10 75
MU-GMM4084L1252 [ ] 8.4 25.2 10 75
MU-GMM4085L1255 [ ] 8.5 255 10 75
MU-GMM4086L1258 [ ] 8.6 25.8 10 75
MU-GMM4087L1261 [ ] 8.7 26.1 10 75
MU-GMM4088L1264 [ ] 8.8 26.4 10 75
MU-GMM4089L1267 [ ] 8.9 26.7 10 75
MU-GMM4090 [} 9 22.5 10 75
MU-GMM4090L127 [ ] 9 27 10 75
MU-GMM4091L1273 [ ) 9.1 27.3 10 75
MU-GMM4092L.1276 [ ] 9.2 27.6 10 75
MU-GMM4093L1279 [ ] 9.3 27.9 10 75
MU-GMM4094L130 [ ] 9.4 30 10 75
MU-GMM4094L1282 [ ) 9.4 28.2 10 75
MU-GMM4095L.1285 [} 9.5 285 10 75
MU-GMM4096L1288 [} 9.6 28.8 10 75
MU-GMM4097L1291 [ ] 9.7 29.1 10 75
MU-GMM4098L1294 [ ) 9.8 294 10 75
MU-GMM4099L1297 [} 9.9 29.7 10 75
MU-GMM4100 [ ] 10 25 10 75
MU-GMM4100L130 [ ] 10 30 10 75
MU-GMM4100H [ ) 10 25 10 100
MU-GMM4100L130H [ ] 10 30 10 100
MU-GMM4100M [ ] 10 25 10 150
MU-GMM4110 [ ] 11 275 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-GMM4120M [ ) 12 30 12 150
MU-GMM4120L155M [ ] 12 55] 12 150
MU-GMM4140 [ ] 14 35 16 100
MU-GMM4142 14.2 35.5 16 100
MU-GMM4160 [ ) 16 48 16 100
MU-GMM4160M [ ] 16 48 16 150
MU-GMM4180 [ 18 45 20 100

X FEETH - X Continued on next page.
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@ c Hai” Echaintool cutting tools

HIHIER

HNNRE

EMELSE Model No

DC APMX

MU-GMM4200

MU-GMM 40002 514 22 8

The Cutting Data For MU-GMM 4000 Series

Material @SIEE] Stainless steel (Rl

B8 (mm) Shank 4 6 8 10 12 16 20
#3 n (min) 4800 | 3100 | 2300 | 1900 | 1600 | 1200 | 1060

g% BiE Sioted | 270 240 240 240 240 270 250

%ﬁ falig Side 950 650 750 750 550 400 400

YEIRE Cutting depth
BH#E Slotted {32 Side

ap<0.5DC ap=1.5DC

DC

ap : BHEIIHEIRE Axial depth of cutting
ae : fEEIHIFEE Radial depth of cutting
DC : 7]48 Diameter of cutting

MU-GMM 4000 — CARBIDE END MILL §§§fi#s%70 |

MU-GN

F 7]

Square
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MU-GPM4000 series

4 J) B iBt5 it /)
4 Flute Rounded Land Carbide End Mills

2HMHNERE - SWE - SEIMME - ITSEE
TJ3EHRC55° ~60°

New silicon-titanium coating with high wear resistance and
toughness, capable of machining high hardness HRC 55°~60°.
BEERNIKE @ FRUEHBIEREEE - EME - TAREENIES
RATNECERES - WL TIEESMNEEE - RAREE4S R RAERAEE

#h5 - QESEIEEIE L BEE - NIBRS T MR ERY - BBR O THIE

7 BRTSESESRNT -

Provides excellent machining surfaces and stable chip evacuation efficiency,
excellent vibration resistance effectively reduces machining vibrations, extends

tool life and reduces chipping from tool vibrations, conforms to international tolerance
standard h5, with tolerance controlled to micron-level accuracy, significantly enhance

vibration and chipping resistance, achieves high-speed and high-feed machining by
reducing cutting resistance.

SRSHEE I
DC

Special Coating for

&4 Alloy Steel } APMIX 1LF
% $H Carbon Steel W FE LA @ @ @ @

TIHIER HIRE

EMEEE Model No

DC APMX
MU-GPM4040 4 10 4 50
MU-GPM4050 5 12.5 6 50
MU-GPM4060 6 15 6 50
MU-GPM4060L 118 [ ] 6 18 6 50
MU-GPM4080 8 20 8 60
MU-GPM4090 9 22.5 10 75
MU-GPM4100 [ ] 10 25 10 75
MU-GPM4100L130 [ ] 10 30 10 75
MU-GPM4120 12 30 12 75
MU-GPM4120L136 [ ] 12 36 12 75
MU-GPM4160 16 48 16 100

e cane D ror e o s
The Cutting Data For MU-GPM 4000 Series EISIETR Alloy Steel 4 Carbon Steel
1DHIZRE Cutting depth
BAtE Slotted fA38 Side

E1E (mm) Shank 4 5 6 8 10 12

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

ap<0.5DC

FrtE
Sl’(zﬁed 270 | 240 | 240 | 240 | 240 | 240 | 270

(unw/ww)
< WS

{8132 Side | 950 | 650 650 750 750 550 | 400

ap : B E)MEIRE Axial depth of cutting
ae : fEEIJIEIRE Radial depth of cutting
DC : 7J4& Diameter of cutting

B48 (NG A DIMILL §53i78%7] —MU-GMM 4000



MU2GPN

®
@c”ai” Echaintool cutting tools 7

Square

4 BB RIRIRAIIEE D
' MUZ‘GPM 4000 4 Flutes Rounded LalnLd Double Edge Carbide End Mill @

HROM P
3 <60 500

. o
NN

LF

HIHIERE REREE

ERESER Model No

DC DCON

MU2-GPM4040 [ 4 10 4 50
MU2-GPM4040L112D6 [ 4 12 6 50
MU2-GPM4050 [ ] 5 12.5 6 50
MU2-GPM4050L115 [ ] 5 15 6 50
MU2-GPM4060 [ 6 15 6 50
MU2-GPM4060L118 [ 6 18 6 50
MU2-GPM4070L121 [ ] 7 21 8 60
MU2-GPM4080 [ ] 8 20 8 60
MU2-GPM4080L 124 [ 8 24 8 60
MU2-GPM4100 [ 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 [ ] 20 50 20 100

MU2-GPM 40002 51 ) 522 8

The Cutting Data For MU2-GPM 4000 Series

wWNIME ] T 4R
EISHEIR Alloy Steel 4 Carbon Steel

E1& (mm) Shank 4 6 8 10 12 16 20
#5& n (min) 6000 4000 2900 2400 1900 1500 1200
gg BH#& Slotted 420 420 420 420 420 420 420
3§f {AI;& Side 1100 800 950 750 500 480 400
$NYIERE Cutting depth  BA#E Slotted {3 Side

ap<0.5DC
ap : BAEEIHIERE Axial depth of cutting
ae : REYIFE Radial depth of cutting
DC : 7J48 Diameter of cutting

DC

MU2-GPM 4000 — CARBIDE END MILL §§§@i#%§%70 | B49



MURFAN

F 7

Sugare

B50

i MUH-FMM 4000

N ®
&2 CHBIN =90 75

EBREDBIRESIRIE 4 DISMITET)
Round land Unequal Spiral Unequal Division
4 Flutes Carbide End Mill

i)

A1° A2°
B1°
DC
. APMX |
B2 \ LF
T "
FZEHE B1°#B2° FZ@HE A1°EA2

Unequal Division

EmEEE Model No

Unequal Spiral

IHIER
DC DCON

WREER

DCON

YOE

MUH-FMM4020L106 2 6 50
MUH-FMM4030L 109 3 9 4 50
MUH-FMM4040L112 4 12 4 50
MUH-FMM4050L115 5 15 6 50
MUH-FMM4060 6 15 6 50
MUH-FMM4060L 118 [ ) 6 18 6 50
MUH-FMM4080 8 20 8 60
MUH-FMM4080L124 8 24 8 60
MUH-FMM4100 10 25 10 75
MUH-FMM4100L 130 10 30 10 75
MUH-FMM4120 12 30 12 75
MUH-FMM4120L136 [ ] 12 36 12 75
MUH-FMM4160 (] 16 48 16 100
MUH-FMM4200 20 50 20 100
MUH-FMM 40002 %1 4§52 8
The Cutting Data For MUH-FMM 4000 Series
WNIHE T4 FE)
Material @SIEE] Stainless steel &Rl
E1E (mm) Shank 4 6 8 10 12 16 20
E23% n (min) 6000 4000 2900 2400 1900 1500 1200
g% BA#E Slotted 420 420 420 420 420 420 420
ERd
2 §f {Bli& Side 1100 800 950 750 500 480 400
HIBIRE Cutting depth
B8 Slotted {3 Side

ap<0.5DC

DC

ap : BHEIIHEIRE Axial depth of cutting
ae : REIYIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

| CARBIDE END MILL $§iffi#s%7]) — MUH-FMM 4000




BERED RS RITEE 4 DISMITHET)
Round Land Unequal Spiral & Uenqual Division
4 Flutes Carbide End Mill

| MUH-FPM 4000

A2?

S IR

@ c”ai”®Echaintool cutting tools

MUR-FP

F 7

Square

RN P §
<60 J\ 500 ]

IDCON

APMX

TERE A1°£A2°
Unequal Spiral

TEDE B1°#B2°

Unequal Division

(T

New Spmﬁcanon Arrival

2 IINSING

WREPER

EmEEE Model No

DCON

MUH-FPM4020L106 [} 2 6 4 50
MUH-FPM4025 [ ] 2.5 6.25 4 50
MUH-FPM4030L109 [ 3 9 4 50
MUH-FPM4040L112 [ J 4 12 4 50
MUH-FPM4050L115 [} 5! 15 6 50
MUH-FPM4060 [} 6 15 6 50
MUH-FPM4060L118 [ 6 18 6 50
MUH-FPM4080 [ J 8 20 8 60
MUH-FPM4080L124 [} 8 24 8 60
MUH-FPM4100 [ ] 10 25 10 75
MUH-FPM4100L130 [ 10 30 10 75
MUH-FPM4120 [ J 12 30 12 75
MUH-FPM4120L136 [ ] 12 36 12 75
MUH-FPM4120L145H [ ] 12 45 12 100
MUH-FPM4160 [ 16 48 16 100
MUH-FPM4160L140 [ J 16 40 16 100
MUH-FPM4200 [ ] 20 50 20 100
MUH-FPM 4000251 t) i) 8
The Cutting Data For MUH-FPM 4000 Series
wWNIME ] i 48
E& (mm) Shank 6 8 10 12 16 20

#@i® n (min) 4000 2900 2400 1900 1500 1200

SE | o sioted 420 420 420 420 420 420

35} fAlig Side 800 950 750 500 480 400

HBIRE Cutting depth  Bi## Slotted fli& side
ap<0.5DC
ap : BAEEIHIERE Axial depth of cutting

DC

MUH-FPM 4000

—CARBIDE END MILL 5§8i##%7] |

: REY)FE Radial depth of cutting

: 7J48 Diameter of cutting

B51



MUH-GHN

[ ®
el €22 CHAII 917 =

Sugare

l MUH GMM 4000 BBEREDE 4 D5HMILEHE D @ .
- 4 Flutes Unequal Division Round Land o
Carbide End Mill
B2°
DC DCON
B1°
APMX
LF
1
TERE B1°#B2°
Unequal Division

HIHIER WREER

EmEEE Model No

DCON

MUH-GMM4030 [ 3 5 4 50
MUH-GMM4040 [ 4 10 4 50
MUH-GMM4040L112 [ 4 12 4 50
MUH-GMM4050 [ J 5 12.5 6 50
MUH-GMM4060 [ J 6 15 6 50
MUH-GMM4070 [ 7 17.5 8 60
MUH-GMM4080 [ 8 20 8 60
MUH-GMM4080L 124 [ J 8 24 8 60
MUH-GMM4100 [ J 10 25 10 75
MUH-GMM4100L130 [ 10 30 10 75
MUH-GMM4100H [ 10 25 10 100
MUH-GMM4120 [ J 12 30 12 75
MUH-GMM4120L136 [ J 12 36 12 75
MUH-GMM4160 [ 16 48 16 100
MUH-GMM4200 [ 20 50 20 100

MUH-GMM 4000251 i) i 22 8

The Cutting Data For MUH-GMM 4000 Series

?ﬂihﬂlM‘é T4EH B
Material @SIEE] Stainless steel LS

ron

B (mm) Shank 4 6 8 10 12 16 20
#85% n (min) 6000 4000 2900 2400 1900 1500 1200
g% BA#& Slotted 420 420 420 420 420 420 420
g’% {8132 Side 1100 800 950 750 500 480 400

HJHIRE Cutting depth
BAE Slotted 32 Side
ap<0.5DC

DC

ap : BHEIIHEIRE Axial depth of cutting
ae : REIYIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B52 | CARBIDE END MILL §§iffi#s%7]) — MUH-GMM 4000



MU

Q o
uc”ai” Echaintool cutting tools 7

Square

BEREDBIRERIE 4 IS5
l MUH'IMM 4000 Rounded Unequal Spiral & Unequal Division @ .@@
4 Flutes Carbide End Mill
B1° Al A2
B2° DC DCON
APMX
LF
FEHE| B1°£B2° TEIRHE A1°£A2°
Unequal Division Unequal Spiral

HIHIER

EmEEE Model No

MUH-IMM4030L109 [ 3 ¢ 4 50
MUH-IMM4035L109 [ J 3.5 9 4 50
MUH-IMM4040 [ 4 10 4 50
MUH-IMM4040L112 [ 4 12 4 50
MUH-IMM4040L112D6 [ 4 12 6 50
MUH-IMM4050 [ J 5 12.5 6 50
MUH-IMM4050L112 [ ] 5 12 6 50
MUH-IMM4050L115 [ 5 15 6 50
MUH-IMM4055L113 [ 5.5 13 6 50
MUH-IMM4060 [ J 6 15 6 50
MUH-IMM4060L118 [ ] 6 18 6 50
MUH-IMM4070 [ 7 17.5 8 60
MUH-IMM4070L121 [ 7 21 8 60
MUH-IMM4070L130E1 [ J 7 30 8 75
MUH-IMM4073L1219 [ 7.3 21.9 8 60
MUH-IMM4075 [ 7.5 18.75 8 60
MUH-IMM4080 [ 8 20 8 60
MUH-IMM4080L124 [ J 24 8 60
MUH-IMM4085L1255 [ ] 8.5 25.5 10 75
MUH-IMM4090 [ 9 22.5 10 75
MUH-IMM4095 [ 9.5 23.75 10 75
MUH-IMM4100 [ J 10 25 10 75
MUH-IMM4100L130 [ J 10 30 10 75
MUH-IMM4120 [ 12 30 12 75
MUH-IMM4120L136 [ 12 36 12 75
MUH-IMM4120L138 [ J 12 38 12 75
MUH-IMM4120L140 [ J 12 40 12 75
MUH-IMM4120H [ 12 30 12 100
MUH-IMM4120L142H [ 12 42 12 100
MUH-IMM4120L145H [ J 12 45 12 100
MUH-IMM4120L153H [ J 12 53 12 100
MUH-IMM4120L155H [ ] 12 55 12 100
MUH-IMM4140 o 14 35 16 100

X FEETHE - % Continued on next page.

MUH-IMM 4000 — CARBIDE END MILL §§§fi#s%70 | B53
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Wl 2 CHaIN 5917 =

Sugare

HIHIER

HNNRE

EMELSE Model No

DC APMX

MUH-IMM4150 [ ]

MUH-IMM4160L122E1 [ 16 22 16 75
MUH-IMM4160 ([ ] 16 48 16 100
MUH-IMM4160L 140 [ ] 16 40 16 100
MUH-IMM4160L155 [ 16 55 16 100
MUH-IMM4180 [ 18 45 20 100
MUH-IMM4190 ([ ] 19 47.5 20 100
MUH-IMM4200 [ ] 20 50 20 100
MUH-IMM4200L160M [ 20 60 20 150
MUH-IMM4200L170M [ 20 70 20 150
MUH-IMM4200L175M ([ ] 20 75 20 150
MUH-IMM4200L1130R o 20 130 20 200

MUH-IMM 4000 2 %1 b7 i1 22 8

The Cutting Data For MUH-IMM 4000 Series

mun»rg TN FE)
Material @SIEE] Stainless steel =Rl

E/E (mm) Shank 4 6 8 10 12 16 20
#U3% n (min) 6000 | 4000 | 2000 | 2400 | 1900 | 1500 | 1200
35 | mmsotes | 420 420 420 420 420 420 420
%% fAli# Side 1100 800 950 750 500 480 400

IHIRE Cutting depth
BAfE Slotted {32 Side

ap<0.5DC

DC

ap : BHEIIIMEIRE Axial depth of cutting
ae : {EETHIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B54 | CARBIDE END MILL §§ffi#s%7] — MUH-IMM 4000




MUH-IMM
DIN

®
@ c Hai” Echaintool cutting tools
BBREDEIREFIRIE 4 DERMILHAT) — BRIHRIS
l MUH'IMM 4000'DIN Rounded Unequal Spiral & Une(\ilal Division @ .@@

4 Flutes Carbide End Mill-DIN

Square

B A1° A2

1o
B2° D{ \\ DCON
APMX
LF

I 1

T38| B1°+B2° TERRE A1°£A2°
Unequal Division Unequal Spiral

. HIHIER WREER

DCON
MUH-IMM4040-DIN 4 10 4 50
MUH-IMM4040D6-DIN [ ] 4 10 6 50
MUH-IMM4060-DIN [ ] 6 15 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 251 t)) 1] 22 #

The Cutting Data For MUH-IMM 4000-DIN Series

Material @SIEE] Stainless steel =Rl

E/E (mm) Shank 4 6 8 10 12 16 20

#U3% n (min) 6000 | 4000 | 2000 | 2400 | 1900 | 1500 | 1200
35 | mmsotes | 420 420 420 420 420 420 420
%% fAli# Side 1100 800 950 750 500 480 400

IHIRE Cutting depth
BAfE Slotted {32 Side

ap<0.5DC

DC

ap : BHEIIIMEIRE Axial depth of cutting
ae : {EETHIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

MUH-IMM 4000-DIN — CARBIDE END MILL §§§@i#%#%70 | B55



MUR-{PM

N ®
ol €2 CHaII 5917 =

Square

BEBEREDERERIE 3 DNRIBMILHH D
l MUH'IPM 3000L1 Round Land Unequal Spiral‘}& UneqL‘T;I Division @ .

Seismic Performance 3 Flutes Carbide End Mill

HROM P
<60 500

8o A2 A2
B3 DCT \\ IDCON
. N APMX ‘
B2 ‘ LF |
REZHE B1°£B2°£B3° R AT EA @ @ @
Unequal Division Unequal Spiral
TIHIER REER
EmEEE Model No
DCON
MUH-IPM3040L112 [ ] 4 12 4 50
MUH-IPM3040L112D6 [ ] 4 12 6 50
MUH-IPM3050L115 [} 5 15 6 50
MUH-IPM3060L 118 [ ] 6 18 6 50
MUH-IPM3080L 124 [ ] 8 24 8 60
MUH-IPM3100L 130 [ ] 10 30 10 75
MUH-IPM3120L 136 12 36 12 75
MUH-IPM3160L 148 16 48 16 100

MUH-IPM 3000L1 R %1 Hi 22

The Cutting Data For MUH-IPM 3000L1 Series

wWNIE GeEsT] T R
[VETCUEIR Alloy Steel 4 Carbon Steel

H (mm) Shank 4 6 8 10 12 16 20
#85 n (min) 6000 | 4000 | 2900 | 2400 | 1900 | 1500 | 1200
3% | mmsores | 360 360 | 300 | 300 | 280 | 230 | 230
%g fi#Sde | 540 | 480 | 480 | 480 | 400 | 400 | 400

HIHIRE Cutting depth
BA1E Slotted {32 Side

ap<0.5DC

DC

ap : BHEILIMIZRRE Axial depth of cutting
ae : fREIIHIRE Radial depth of cutting
DC : 748 Diameter of cutting

B56 | CARBIDE END MILL §§iffi##%7]) — MUH-IPM 3000



MUR-/P

®
@c”ai” Echaintool cutting tools w7

Square

BEBEREDERERIE 4 DNRIBMILHH T
l MUH'IPM 4000 Round Land Unequal Spiralné UneqLﬁl Division @ .

Seismic Performance 4 Flutes Carbide End Mill

HROM P
<60 500

B1°
Ale A

I\\ LF J}CON

FEHE| B1°£B2° TERE A1°£A2°
Unequal Division Unequal Spiral

HIHIER WREER

EmEEE Model No

DC DCON

MUH-IPM4030D6 [ 3 7.5 6 50
MUH-1PM4040 [ J 4 10 4 50
MUH-IPM4040D6 [ J 4 10 6 50
MUH-IPM4040L112D6 [ 4 12 6 50
MUH-IPM4050 [ 5 12.5 6 50
MUH-IPM4050L 115 o 5 15 6 50
MUH-IPM4060 [ J 6 15 6 50
MUH-IPM4060L 118 [ 6 18 6 50
MUH-IPM4070 [ 7 17.5 8 60
MUH-IPM4070L 121 [ J 7 21 8 60
MUH-IPM4080 [ J 8 20 8 60
MUH-IPM4080L 124 [ 8 24 8 60
MUH-IPM4086 [ 8.6 21.5 10 7%
MUH-IPM4090 o 9 22,5 10 75
MUH-IPM4100 [ J 10 25 10 75
MUH-IPM4100L130 [ 10 30 10 75
MUH-IPM4100L 135 [ 10 35 10 7%
MUH-1PM4120 [ J 12 30 12 75
MUH-IPM4120L 136 [ 12 36 12 75
MUH-IPM4120L155H [ 12 55 12 100
MUH-IPM4160 [ 16 48 16 100
MUH-IPM4160L170M [ J 16 70 16 150
MUH-IPM4200 [ 20 50 20 100
MUH-IPM4200L160M [ 20 60 20 150
MUH-IPM4200L170M [ 20 70 20 150
MUH-IPM4200L 180M [ ) 20 80 20 150

MUH-IPM 4000 — CARBIDE END MILL §5fi##%70 | B57



M ea .
MUﬂJJPM &2 CHBIN =90 75

Square

MUH-IPM 40002 %1 4] {22 8

The Cutting Data For MUH-IPM 4000 Series

WNIME N B
[VEIUEIR Alloy Steel 4 Carbon Steel

B (mm) Shank 4 6 8 10 12 16 20
#85% n (min) 6000 4000 2900 2400 1900 1500 1200

g% BA#E Slotted 480 350 350 300 300 300 300
g’% {8Ii& Side 720 640 580 580 580 480 400

HJBIRE Cutting depth
BEE Slotted 2 Side

ap<0.5DC

DC

ap : EHEIIHEIRE Axial depth of cutting
ae : fREYIFE Radial depth of cutting
DC : 7)f& Diameter of cutting

B58 | CARBIDE END MILL §§iffi#g%7] — MUH-IPM 4000




EBREDBIRESIRIE 4 DISMITHET

I MUH-IGM 4000

,P

4 Flutes Carbide End Mill

N

APMX

Round land Unequal Spiral Unequal Division

MURHGH

F 7

Square

®
@ c Hai” Echaintool cutting tools

TEDE B1°#B2°

Unequal Division

Z‘%ﬁlﬁ AT°#A2°
Unequal Spiral

THIER REER
EmEEE Model No
DCON
MUH-IGM4040 [} 4 10 4 50
MUH-IGM4040L112 [ J 4 12 4 50
MUH-IGM4050 [ ] 5! 125 6 50
MUH-IGM4060 [ J 6 15 6 50
MUH-IGM4060L118 6 18 6 50
MUH-IGM4080 [ J 8 20 8 60
MUH-IGM4080L124 [ ] 8 24 8 60
MUH-IGM4100 [ ] 10 25 10 75
MUH-IGM4100L130 [ ] 10 30 10 75
MUH-IGM4120 [ J 12 30 12 75
MUH-IGM4120L136 (] 12 36 12 75
MUH-IGM 40002 %1 ) i =2 8
The Cutting Data For MUH-IGM 4000 Series
WINTHE a2 i
il
E1E (mm) Shank 4 6 8 10 12 16 20
&5 n (min) 6000 4000 2900 2400 1900 1500 1200
g% B4 Slotted 420 420 420 420 420 420 420
2 gf {BI;& Side 1100 800 950 750 500 480 400
1HIRE Cutting depth
B4 Slotted {3 Side
aps<0.5DC
DC
ap : EEIEIEIRRE Axial depth of cutting
ae : EEIIHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

MUH-IGM 4000 — CARBIDE END MILL §§8fif#%70 | B59
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[ ®
8l 2 CHAII i 917 =

Square

EBREDBIRSIRIE 4 TISMILHET)
' MUH'IEM 4000 Round land Unequal SpiraItUne:ﬁal Division @ .

[HRC)
HODD
4 Flutes Carbide End Mill
B1° Ale A2°

oc| \\ IDCON

B2° APMX
LF

TEHE B1°£B2° FEEHE A1 EA2 0. Zrag s
Unequal Division Unequal Spiral New Spncwﬁcanon Amval

THIER 7 REEE
EmEEE Model No
DC DCON
e MUH-IEM4035L109D6 ° 35 9 6 50
MUH-IEM4040 [ ) 4 10 4 50
MUH-IEM4040L112 [ ) 4 12 4 50
MUH-IEM4040L112D6 [ ) 4 12 6 50
MUH-IEM4050L115 o 5 15 6 50
MUH-IEM4060 [ ) 6 15 6 50
MUH-IEM4060L118 [ ] 6 18 6 50
MUH-IEM4070L121 [ ) 7 21 8 60
MUH-IEM4080 [ ) 8 20 8 60
MUH-IEM4080L124 [ ) 8 24 8 60
MUH-IEM4100 [ ] 10 25 10 75
MUH-IEM4100L130 [ ) 10 30 10 75
MUH-IEM4120 [ ) 12 30 12 75
MUH-IEM4120L136 [ ) 12 36 12 75
MUH-IEM 4000 :z%1 t) i1 =2 8
The Cutting Data For MUH-IEM 4000 Series
HITHE G W 1
VEIEUEIR Alloy Steel 4 Carbon Steel
E1E (mm) Shank 4 6 8 10 12 16 20
&5 n (min) 6000 4000 2900 2400 1900 1500 1200
g% BHtE Slotted 420 420 420 420 420 420 420
= 5 {852 Side 1100 800 950 750 500 480 400

MR E Cutting depth
B4 Slotted {AiE Side

ap<0.5DC

DC

ap : BHEIIHEIRERE Axial depth of cutting
ae : REIYIFRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B60 | CARBIDE END MILL §§iffi#g%7] — MUH-IEM 4000



YIGREEER - ERAREIEIM ~ SMASEHG Special titanium coating is suitable for machining
RBAMSE - MERFE - REAFSEMBE of Hard Materials or aerospace components.
A YIFEREEHRC55~60° Capable of cutting hardness HRC 55°~60°

FEAAEFIRERERMTHAEN Unequal angle division is benefiial for high-speed feed

F=EEEFRSEMTERMY machining and vibration resistance, unequal helix angle for
S enhanced resistance to chipping during high-speed machining.

RARHEEA2°/45° 05 MEBTNELRSESTINBRIRT ABERE @ ATEMFHESE BT RETRSRIIIHIEEEE
BIRESSEENNIREMNRSIAS - 5% U RBERE - ARERNIREBER - MY THEEROER -

Helix angle design of 42°/45°, changes the feed per tooth, making the milling waveforms of each tooth different. It effectively
reduces or prevents cutting vibration marks during side milling, effectively reduces or eliminates cutting vibration marks during
side milling, achieves high-quality machining surfaces and extends tool life, special U-shaped groove design, which is good for

chip removal during plunge milling, reducing burr formation at the edges of the workpiece.
O @@
B1° A1 A2°

SR TN }m
B2°

I}
e 0000080
Unequal Division Unequal Spiral P73 g S0 QT

IIHIER NRE

EfREISE Model No

APMX
MUH-1YM4040 4 10 4 50
MUH-1YM4060 6 15 6 50
MUH-1YM4080 L J 8 20 8 60
MUH-1YM4080L124 ° 8 24 8 60
MUH-IYM4100 10 25 10 75
MUH-IYM4100L130 ® 10 30 10 75
MUH-1YM4120 12 30 12 75
MUH-1YM4160 16 48 16 100

MUH-IYM 40002 5 ) H 22

The Cutting Data For MUH-IYM 4000 Series

Special Coating for Titanium Special Coating for QELCLISY

E1E (mm) Shank 4 6 8 10 12 16 4 6 8 10 12 16

5% n (min) 4000 | 2600 (2000 |1600 | 1300 | 1000 2000 {1300 {1000 | 800 | 700 |500

gg 4% Slotted | 320 | 210 | 240 | 190 | 210 | 160 160 | 105 | 120 | 95 100 80
35 {8i& Side | 800 | 520 | 400 | 380 | 310 | 240 400 | 260 | 200 | 190 |155 |120
TINEE Cutting depth BH#E Slotted {3 Side

ap<0.5DC
ap : BIELIHEIRRE Axial depth of cutting

ae : fREIYIFE Radial depth of cutting
C : 7]4% Diameter of cutting

MUH-IYM 4000 — CARBIDE END MILL §&ii%s50 | BG61
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LUE!MM &2 CHBIN =90 75

Square

Turning And Milling Center Carbide End Mill

| LUH-IMM 4000 #rasnmsmsn @ .

A2°
A1 \
B1°® DC IDCON
B2 APMX ‘
LF

f
TE5E B1°#B2° TEREE A1° A2
Unequal Division Unequal Spiral

THIER REER
EmEEE Model No
DCON
LUH-IMM4080 [} 8 8 8 40
LUH-IMM4080D6 8 8 6 40
LUH-IMM4100D6 10 10 6 40
LUH-IMM4120D10 [ ] 12 12 10 40
LUH-IMM4160D10 16 16 10 40
LUH-IMM 4000 2 %1 t7) i1 22 8
The Cutting Data For LUH-IMM 4000 Series
WNIME T4EH EE
Material @SIEE] Stainless steel (Rl
E1& (mm) Shank 6 8 10
% n (min) 4000 2900 2400
3% | s siotes 420 420 420
ERS
2B | g sice 800 950 750

HJBIRE Cutting depth
BA#E Slotted FlIE Side
ap<0.50C

DC

ap : BHEIIHEIRE Axial depth of cutting
ae : fREYIFE Radial depth of cutting
DC : 7)4& Diameter of cutting

B62 | CARBIDE END MILL §§ffi##%7] — LUH-IMM 4000
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Square

FEREDBIRERIE 4 IS
l MMH'LMM 4000 Flat Land Unequal Spiral & Une(lqﬁal Division @ .

[HRC)
OOBS
4 Flutes Carbide End Mill

A1° A2?
B be DCON
APMX
B2° LF ‘
FESE B1°#£B2° R A1°EA2° 0 Zrigfe @ @ @
Unequal Division Unequal Spiral New Spncwfcahon Arrival
EE ’ REEE
EmEEE Model No
DCON
MMH-LMM4040 [ ] 4 10 4 50
MMH-LMM4060 ° 6 15 6 50
MMH-LMM4080 [ ) 8 20 8 60
MMH-LMM4100 ° 10 25 10 75
MMH-LMM4120 [ ] 12 30 12 75
e MMH-LMM4120L 136 ° 12 36 12 75
MMH-LMM4160L155 ° 16 55 16 100
MMH-LMM4160M ) 16 48 16 150

MMH-LMM 4000251 1) i§i 22 4%

The Cutting Data For MMH-LMM 4000 Series

WINTIHE T4R
Material Steel Stainless steel

E1E (mm) Shank 4 6 8 10 12 16
#43 n (min) 6000 4000 2900 2400 1900 1500
g% B#E Slotted 420 420 420 420 420 420
g% {8;2 Side 1100 800 950 500 500 480

LHIRE Cutting depth
BE1E Slotted B2 Side

aps0.5DC

DC

ap : BIEIIHIRRE Axial depth of cutting
ac : fEEIHIFEE Radial depth of cutting
: 7J18 Diameter of cutting

MMH-LMM 4000— CARBIDE END MILL 858570 |  B63
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Square

| MMH-LPM 4000 P#reasmsuie nsmmsn @ .

Flat Land Unequal Spiral & Unequal Division
4 Flutes Carbide End Mill

A1° A2
B1°
DC DCON
B2° APMX
LF
TEHE B1°£B2° T A1 £A2° Q grage
Unequal Division Unequal Spiral New Spncwfcahon Amval

HIHIERE 7 =t

EmBYEE Model No

DCON

MMH-LPM4040 [ ] 4 10 4 50
MMH-LPM4055L1165 (] 5.5 16.5 6 50
MMH-LPM4060 [ ] 6 15 6 50
MMH-LPM4080 ([ ] 8 20 8 60
MMH-LPM4080L 124 [ ] 8 24 8 60
MMH-LPM4100 (] 10 25 10 75
MMH-LPM4120 [ ] 12 30 12 75
MMH-LPM4120L136 ([ ] 12 36 12 75
MMH-LPM4160 o 16 48 16 100

MMH-LPM 40002 %] Y] §i 22

The Cutting Data For MMH-LPM 4000 Series

#WINLIAME X W iR
Material A”0V Steel 4 Carbon Steel

EfE (mm) Shank 4 6 8 10 12 16
#3% n (min) 6000 4000 2900 2400 1900 1500
g;ﬁ BI## Sotted 420 420 420 420 420 420
%% @138 Side 1100 800 950 500 500 480

LIHIREE Cutting depth
BH4E Slotted {H32 Side

ap<0.5DC ap=1.5DC

DC 2e<0.1DC

ap : BHEIIEIFRE Axial depth of cutting
ae : {EEHIHRE Radial depth of cutting
C : 7)4% Diameter of cutting

B64 | CARBIDE END MILL §§iffi##%7] — MMH-LPM 4000
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Square

#BES 4 SDERFAEE D
l FM'CMM 4000 4 Flutes Fine Pitch & Finishing Roughing Carbide End Mill @ .

[HRC) A M
<55 500

DC DCON

| pINgIN

REER
EmEEE Model No
DCON
FM-CMM4060 [ ] 6 15 6 50
FM-CMM4080 [} 8 20 8 60
FM-CMM4100 [} 10 25 10 75
FM-CMM4120 [ ] 12 30 12 75
FM-CMM4120L136 [ ] 12 36 12 75
FM-CMM4160 [ 16 48 16 100
FM-CMM 4000 251 U] 1] 22 8
The Cutting Data For FM-CMM 4000 Series
WINTHE it TSR B
Material Stainless steel (EEE )]
E1& (mm) Shank 6 8 10 12 16
#33& n (min) 3100 2300 1900 1600 1200
3E | pemsioted 120 120 120 120 135
3§f {8138 Side 325 375 375 275 200

HIHIFRE Cutting depth
BA#E Slotted g Side
ap<0.50C

DC

ap : BHEIIHEIRE Axial depth of cutting
ae : REIYIFRE Radial depth of cutting
DC : 7]48 Diameter of cutting
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RL-CHIN

0 @
&2 CHBII 59172
l RM'CMM 4000 iﬁﬁfezjéﬁiﬁﬁghg Roughing Carbide End Mill @ .

F 7
SQUARE

DC DCON

| pINgIN

REER

EmEEE Model No

DCON
RM-CMM4050 [ 5 12.5 6 50
RM-CMM4060 [ ] 6 15 6 50
RM-CMM4070 [ J 7 17.5 8 60
RM-CMM4080 o 8 20 8 60
RM-CMM4100 [ J 10 25 10 75
RM-CMM4120 [ J 12 30 12 75
RM-CMM4120L 136 [ J 12 36 12 75
RM-CMM4150 o 15 37.5 16 100
RM-CMM4160 [ 16 48 16 100

RM-CMM 40002 51 4] i1 22 8

The Cutting Data For RM-CMM 4000 Series

WINTHE T4 $5 8
Material GEIEE] Stainless steel (&Rl

E & (mm) Shank 6 8 10 12 16
#93 n (min) 3100 2300 1900 1600 1200
3L | e sote 120 120 120 120 135
%% fBli% Side 325 375 375 275 200

1HIRE Cutting depth
BE#E Slotted {3 Side

ap<0.5DC

DC

ap : BHEIIHIERE Axial depth of cutting
ac : fREYIFE Radial depth of cutting
DC : 7J48 Diameter of cutting
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CRMCHN

®
@c”ai” Echaintool cutting tools 7

Square

SRIMESHRNEITIIH#)
' CFM'CWM Carbid:End Mﬁi\l Forl(L)omposiutes Finishing @ @
DCI IDCON
APMX
LF J

haNG

T HIHIERE WEER

DCON
CFM-CWM8040 [ 4 12 4 50 8
CFM-CWM12060 [ J 6 18 6 50 12
CFM-CWM11060L124 6 24 6 50 1"
CFM-CWM14080L 125 [ 8 25 8 60 14
CFM-CWM16100 [ 10 30 10 75 16
CFM-CWM17120L132 12 32 12 100 17

CEM-CWMRFIVI 12 8

The Cutting Data For CFM-CWM Series

WNIHME A
Material QEIEEENRILE Carbon Fiber

H1E (mm) Shank 4 6 8 10 12

#3 n (min) 6370 4250 3190 2550 2130
35 | msote 510 470 450 410 360
3% i Side 1020 940 900 820 730

IIHIRE Cutting depth
BAf& Slotted 32 Side

ap<0.5DC

DC

ap : BHEILIHIERE Axial depth of cutting
ae : {EEIIHIFRE Radial depth of cutting
DC : 7J4® Diameter of cutting

CFM-CWM—CARBIDE END MILL §&$@i%%70 | B67
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) ®
pees € %2 CHBIM =017 =

Ball Nose

HNVEIREE 2 TDFRIMILEETD
' S-EMB 2000 Micro Diameter Carbﬁe 2 Flutes Ball Nose End Mill @

DC ﬁ\ gDCON
APMX:
LF

ITHIER REER
EmEEE Model No

DC DCON
S-EMB2003
S-EMB2004
S-EMB2005
S-EMB2006
S-EMB2007
S-EMB2008
S-EMB2009

S-EMB 2000 %51 1] 5122 %

The Cutting Data For S-EMB 2000 Series

#ﬁhuIME TR
Material QEIEE] Stainless steel (Rl

E1E (mm) Shank 4
& n (min) 6400
ERREE VF (mm/min) 235

LIHI;EE Cutting depth

Iap=0.1 RE

ae=0.2RE
ap : B E)EIERE Axial depth of cutting

ae : REHIHRE Radial depth of cutting
RE : 7JAR R Edge Angle

B68 | CARBIDE END MILL §§iffi#s%7] — S-EMB 2000



I S-EMB 200012

EmEEE Model No

VR REARE IR 2 SORMITEE D
Micro Diameter Long Neck Short Flute Ball Nose
2 Flutes Carbide End Mill

@ E”ain®Echaintool cutting tools S.EMB

BREREET]

Ball Nose

LF ‘

THIER | H7IRE | WRBEE B/E  |ERRE| RERR

DC

S-EMB2004L.202
S-EMB2004L.204
S-EMB2005L202
S-EMB2005L204
S-EMB2005L206
S-EMB2006L.202
S-EMB2006L204
S-EMB2006L.206
S-EMB2006L.208
S-EMB2008L203
S-EMB2008L204
S-EMB2008L206
S-EMB2008L.208
S-EMB2008L210

0.2 0.4 0.32 4 0.37 2 50
0.2 0.4 0.32 4 0.37 4 50
0.25 0.5 0.4 4 0.46 2 50
[ 0.25 0.5 0.4 4 0.46 4 50
[ 0.25 0.5 0.4 4 0.46 6 50
0.3 0.6 0.48 4 0.56 2 50
0.3 0.6 0.48 4 0.56 4 50
0.3 0.6 0.48 4 0.56 6 50
[ ] 0.3 0.6 0.48 4 0.56 8 50
[ 0.4 0.8 0.64 4 0.76 3 50
0.4 0.8 0.64 4 0.76 4 50
0.4 0.8 0.64 4 0.76 6 50
0.4 0.8 0.64 4 0.76 8 50
0.4 0.8 0.64 4 0.76 10 50

S-EMB 2000L2 251 t) i1 22 8

The Cutting Data For S-EMB 2000L2 Series

?&’DDIME TR EE
Material QEEE] Stainless steel &=l

&€ (mm) Shank 4
55 n (min) 6400
EREE VI (mm/min) 235

YR E Cutting depth

Iap=0.1RE

ae=0.2RE
ap : BAEYIHEIFRE Axial depth of cutting

ae : fEE)IYIFE Radial depth of cutting
RE : 7JAR R Edge Angle
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) ®
pobe € %2 CHBIN s 9172

Ball Nose

HUVE 2 TIRFAIRIMILFE D
' S'EPB 2000 Mii:r\o Diameter 2 Fluts Ball Nose Carbide End Mill @

R

D; J]:DCON
APMX“H LF

HIER RERER
EREZE Model No

DC DCON

S-EPB2003
S-EPB2004
S-EPB2005
S-EPB2006
S-EPB2007
S-EPB2008
S-EPB2009

S-EPB 2000 2% i1 22

The Cutting Data For S-EPB 2000 Series

wWNIME GEN] T 4R
EISHEIR Alloy Steel 4 Carbon Steel

B8 (mm) Shank 4
F5& n (min) 6400
HERREE VF (mm/min) 235

HJEIRE Cutting depth

Iap=0.1 RE

ae=0.2RE

ap : EHEIIHEIRE Axial depth of cutting
ae : fREYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

B70 | CARBIDE END MILL §§iffi#s%7] — S-EPB 2000
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BREREET]

Ball Nose

IRTE 2 DFRFMILEE D
l EMB 2000 2 Flutes Ball l\‘TtL)se Carbide End Mill @ .@@
RE,
N
DC DCON

APMX
LF

NelnglN

TIHIER REER

EmB5E Model No

DCON

EMB2010 [ ] 0.5 1 2 4 50
EMB2010D6 [ ] 0.5 1 2 6 50
EMB2010E1D6 [ 0.5 1 2 6 75
EMB2015 [} 0.75 1.5 3 4 50
EMB2015D6 [ ] 0.75 1.5 3 6 50
EMB2015E1D6 [ ] 0.75 1.5 3 6 75
EMB2020 [ 1 2 4 4 50
EMB2020D6 [ J 1 2 4 6 50
EMB2020E1D6 [ ] 1 2 4 6 75
EMB2025 [} 1.25 2.5 5 4 50
EMB2025D6 [ 1.25 2.5 5 6 50
EMB2030 [ J 1.5 3 6 4 50
EMB2030D3 [ ] 1.5 3 6 3 50
EMB2030D6 [ ] 1.5 3 6 6 50
EMB2030E1D6 [ 1.5 3 6 6 75
EMB2032 [ J 1.6 3.2 6.4 4 50
EMB2035 [ J 1.75 3.5 7 4 50
EMB2035D6 [} 1.75 3.5 7 6 50
EMB2035E1 [ 1.75 3.5 7 4 75
EMB2035E1D6 [ J 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 [ J 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 [ J 2.45 4.9 9.8 6 50
EMB2050 [} 2.5 10 6 50
EMB2050E1 [ 25 10 6 75
EMB2050H [ 25 5 10 6 100
EMB2056 [ J 2.8 5.6 1.2 6 50
EMB2060 [ 3 6 12 6 50

¥ FEETHE - % Continued on next page.
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EMB

” ®
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Ball Nose

THIER

NRE

EfRESE Model No

DC APMX

EMB2060E1 [} 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
EMB2070 [} 35 7 14 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
EMB2090 [ ] 4.5 9 18 10 75
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 2000231 4] )22 8
The Cutting Data For EMB 2000 Series
4&)HIEI/IEE'E Staijrﬁsﬂi;teel C§§t iI?on
BE1& (mm) Shank 4 6 8 10 12 16 20
#23% n (min) 6400 4300 3200 2600 2200 1600 1300
ERREE Vi (mm/min) 235 245 275 275 255 230 205

HIBIFRE Cutting depth

[Jap=0.1RE

ae=0.2RE

ap : BIEIIHEIRE Axial depth of cutting
ae : REIYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

B72 | CARBIDE END MILL §§iffi#s%7]) — EMB 2000
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Q E”ain Echaintool cutting tools .
8887
RIGIREA 2 RIS
' EMB ZOOOLZ Long Neck Short F‘_Iflte 2 Flutes Ball Nose Carbide End Mill @ .@@

Ball Nose

RE DN
mEE
High-step DCI

molds APMX LU
LF

- NN

HIER RERER oERRE | FERR

DCON

EmB5E Model No

DCON

EMB2010L204 [ ] 0.5 1 0.8 4 0.95 4 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 0.95 10 50
EMB2010L212 [ ] 0.5 1 0.8 4 0.95 12 50
EMB2015L204 [ ] 0.75 1.5 1.2 4 1.45 4 50
EMB2015L206 ([ ] 0.75 £5) 1.2 4 1.45 6 50
EMB2015L208 [ 0.75 1.5 1.2 4 1.45 8 50
EMB2015L210 [ ] 0.75 1.5 1.2 4 1.45 10 50
EMB2015L212 [ 0.75 1.5 1.2 4 1.45 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 1.94 10 50
EMB2020L212 [ ] 1 2 1.6 4 1.94 12 50
EMB2020L212E1 ([ ] 1 2 1.6 4 1.94 12 75
EMB2020L214 1 2 1.6 4 1.94 14 50
EMB2020L216 [ ] 1 2 1.6 4 1.94 16 50
EMB2020L216E1 [ ] 1 2 1.6 4 1.94 16 75
EMB2030L208 ([ ] 1.5 3 24 4 2.85 8 50
EMB2030L210 [ 1.5 3 2.4 4 2.85 10 50
EMB2030L212 [ ] 1.5 3 2.4 4 2.85 12 50
EMB2030L214 [ ] 1.5 3 2.4 4 2.85 14 50
EMB2030L216 ([ ] 1.5 3 24 4 2.85 16 50
EMB2030L220 ([ ] 1.5 3 2.4 4 2.85 20 50
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 4.8 6 5.9 20 50
EMB2060L235HD8 ([ ] 8 6 12 8 5.9 35 100
EMB2060L240MD8 o 3 6 12 8 5.9 40 150

EMB 2000L2— CARBIDE END MILL §&s@i#s%7] | B73
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Ball Nose

EMB 2000L2 251 ) i1 22 8

The Cutting Data For EMB 2000L2 Series

m&f@ﬁ S%Eel Staiﬂre%sﬂéteel
E1& (mm) Shank 4 6 8
83 n (min) 6400 4300 3200
HERRRE VE (mm/min) 235 245 275

1HIRE Cutting depth

ae=0.2RE

Iap:OARE

ap : BHEIEIHIRE Axial depth of cutting
ae : {EEHIHRE Radial depth of cutting
RE : 7JAR R Edge Angle

B74 | CARBIDE END MILL §§iffi#s%7]) — EMB 2000L2
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BREREET]

Ball Nose

IRTE 4 SOFRIMILEATD
l EMB 4000 4 Flutes Ball V\ﬁse Carbide End Mill @ .@@
RE
\.
DC DCON

APMX

) NelvglN

IIHIER DNRE

EmMEEE Model No
APMX

EMB4010 2 4

EMB4015 0.75 1.5 3 4 50
EMB4020 [ ] 1 2 4 4 50
EMB4030 [ ] 1.5 3 6 4 50
EMB4035 ([ ] 1.75 3.5 7 4 50
EMB4035D6 [ ] 1.75 3.5 7 6 50
EMB4040 [ ] 2 4 8 4 50
EMB4040D6 [ ] 2 4 8 6 50
EMB4040E1 ([ ] 2 4 8 4 75
EMB4040H [ ] 2 4 8 4 100
EMB4045 [ ] 2.25 45 e 6 50
EMB4050 [ ] 25 5 10 6 50
EMB4060 ([ ] & 6 12 6 50
EMB4060E1 [ ] 3 6 12 6 75
EMB4060H [ ] 3 6 12 6 100
EMB4070L1175 [ ] 3.5 7 17.5 8 60
EMB4080 ([ ] 4 8 16 8 60
EMB4080E1 [ ] 4 8 16 8 75
EMB4080H [ ] 4 8 16 8 100
EMB4080M [ ] 4 8 16 8 150
EMB4100 ([ ] 5 10 20 10 75
EMB4100H [ ] 5 10 20 10 100
EMB4100M [ ] 5 10 20 10 150
EMB4120 [ ] 6 12 24 12 75
EMB4120H ([ ] 6 12 24 12 100
EMB4120M [ ] 6 12 24 12 150
EMB4160 [ ] 8 16 32 16 100
EMB4160M [ ] 8 16 32 16 150
EMB4200 ® 10 20 40 20 100

EMB 4000 — CARBIDE END MILL &fi#s% 7] | B75
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Ball Nose

EMB 400031 )i 2 %

The Cutting Data For EMB 4000 Series

?EDIJIME T 485
Material @SIEE] Stainless steel (eEEAI{e]))

B & (mm) Shank 4 6 8 10 12 16 20
#5% n (min) 6400 4300 3200 2600 2200 1600 1300
SEASEEE VF (mm/min) 470 490 550 550 510 450 410

1HIRE Cutting depth

[ap=0.1RE

ae=0.2RE

ap : BHEIIHEISRE Axial depth of cutting
ae @ fREYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

B76 | CARBIDE END MILL $§§ffi#s%7]) — EMB 4000




I EWB 2000

EfELEE Model No

EWB2010
EWB2015
EWB2020
EWB2030
EWB2040
EWB2050
EWB2060
EWB2060E1
EWB2080
EWB2100
EWB2100H
EWB2120

SBFAERER 2 SDIRIMILEET]
For Aluminum Ball Nose 2 Flutes Carbide End Mill

RE

DC
APMX

LF

)

TIHIER

0.75

o g g b~ W W

HIRE RERER
APMX DCON
4
3 4
4 4
6 4
8 4
10 6
12 6
12 6
16 8
20 10
20 10
24 12

100
75

®
@ E ”ai n Echaintool cutting tools
@D

EWB 2000251 Y] 228

The Cutting Data For EWB 2000 Series

Material QAT Copper Copper
E1E (mm) Shank 4 6 8 10 12
#83% n (min) 6400 4300 3200 2600 2200
SERGERE VF (mm/min) 235 245 275 275 255

EWB

BREREET]

Ball Nose

HIFE Cutting depth

Iap=0.1 RE

ae=0.2RE

ap : BHEIIHEIRE Axial depth of cutting
ae : fEELIHEIRE Radial depth of cutting
RE : 7J8R R Edge Angle
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EPB
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Ball Nose
IREA 2 ORISR
l EPB 2000 2 Flutes Ball l\‘T(L)se Carbide End Mill

RE

DC DCON
APMX

HNRE REER

EmB5E Model No

APMX DCON

EPB2010 [ ] 0.5 1 2 4 50
EPB2015 [ ) 0.75 1.5 3 4 50
EPB2020 [ ) 1 2 4 4 50
EPB2030 [ ) 1.5 3 6 4 50
EPB2030D3 o 1.5 ® 6 8 50
EPB2030D6 o 1.5 3 6 6 50
EPB2040 [ ) 2 4 8 4 50
EPB2050 2.5 5 10 6 50
EPB2060 [ ) 8 6 12 6 50
EPB2060E1 [ ) 3 6 12 6 75
EPB2060H [ ) 3 6 12 6 100
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 2000251 UJ 128 wmrms

The Cutting Data For EPB 2000 Series ~ Material \GUORSICSY QERIISICE]
EH#& (mm) Shank 4 6 8 10 12 16 20
Eg& n (min) 6400 4300 3200 2600 2200 1600 1300
SEARERE VE (mm/min) 235 245 275 275 255 230 205

LJEIEE Cutting depth

Iap=0.1RE

ae=0.2RE
ap : EHEIIHEISRE Axial depth of cutting

ae : fREYIFE Radial depth of cutting
RE : 7JAR R Edge Angle
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IRER 4 JDSRIILET)
l EPB 4000 4 Flutes Ball r\‘Tése Carbide End Mill

EmB5E Model No

®
@ EHai” Echaintool cutting tools

IDCON

ae=0.2RE

ap : B EIEIFEREE Axial depth of cutting
ac : REIIHIRE Radial depth of cutting
RE : 7JAR R Edge Angle

EPB 4000 — CARBIDE END MILL §58®i##%70 |

EPB4020 2 4
EPB4030 1.5 3 6 4 50
EPB4040 [ ] 2 4 8 4 50
EPB4050 [ ] 2.5 5 10 6 50
e EPB4055 ° 275 55 1 6 50
EPB4060 [ ] 3 6 12 6 50
EPB4065 [ ] 3.25 6.5 13 8 60
EPB4070L1175 [ ] 3.5 7 17.5 8 60
EPB4080 o 4 8 16 8 60
EPB4100 [ ] 5 10 20 10 75
EPB4120 [ ) 6 12 24 12 75
EPB4160 8 16 32 16 100
EPB4200 10 20 40 20 100
EPB 4000 2% U] 22 8
The Cutting Data For EPB 4000 Series
WNIME ] i
Material Carb%nigteel
E£& (mm) Shank 4 6 8 10 12 16 20
#3% n (min) 6400 4300 3200 2600 2200 1600 1300
SEFSERRE VF (mm/min) 470 490 550 550 510 460 410
tIHIERE Cutting depth
Iap=041RE

EPB

BREREET]

Ball Nose

B79
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) ®
g €92 CHBINY i 017 =

Ball Nose

X8R 2 JDSRIILET)
l EEB 2000 2 Flutes Ball riése Carbide End Mill

RE

DC DCON

APMX
LF

TIHIER

EmB5E Model No
DC

EEB2020 2
EEB2030 3
EEB2040 4
EEB2050 5
EEB2060 6
EEB2080 8
EEB2100 10
EEB2120 12
EEB 2000251 V)12 8
The Cutting Data For EEB 2000 Series
WNIHE X fix 4
Material \GQUOESIEEY QOE SIS CE
E1E (mm) Shank 4 6 8 10 12
@R n (min) 6400 4300 3200 2600 2200
SEXSERE VI (mm/min) 235 245 275 275 255

$JHIERE Cutting depth

Ep=o.1RE

ae=0.2RE
ap : EELIAEIRRE Axial depth of cutting

ae : {REIIHEIRE Radial depth of cutting
RE : 7JAR R Edge Angle

B8O | CARBIDE END MILL $§iffi##%7) — EEB 2000
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BREREET]

Ball Nose

IRTE 2 SOFRIMILE%T)
l DMB 2000 2 Flutes Ball l\tse Carbide End Mill @ .@@
RE\
DC DCON

APMX

SPE

IMIEE REEE
EmB5E Model No
DCON
DMB2030 [ ) 1.5 3 6 4 50
DMB2030D6 [ ] 1.5 3 6 6 50
DMB2040 [ ] 2 4 8 4 50
DMB2045 [ ] 2.25 4.5 9 6 50
DMB2050 [ ) 25 5 10 6 50
DMB2060 [ ] 3 6 12 6 50
DMB2070 o 355 7 14 8 60
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 2000251 4] il 22
The Cutting Data For DMB 2000 Series
Material QEIEE] Stainless steel (EEEAI{))
EE (mm) Shank 4 6 8 10 12 16 20
H@iR n (min) 6400 4300 3200 2600 2200 1600 1300
SEXGERE VP (mm/min) 235 245 275 275 255 230 205

HIEIRE Cutting depth
[Jap=0.1RE

ae=0.2RE

ap : B L)EIEE Axial depth of cutting
ae : REHIHRE Radial depth of cutting
RE : 7JAR R Edge Angle

DMB 2000 — CARBIDE END MILL $&s@i#s%7) | BS81
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Ball Nose

SBFRRTEIREE 2 JIFRMIIEED
' DWB 2000L2 For Aluminum Long Nechk Ball Nose
2 Flutes Carbide End Mill

RERER WE  |ERARE| FERR

DCON
DWB2010L204 [ ] 0.5 1 0.8 4 0.95 4 50
DWB2010L206 [ ] 0.5 1 0.8 4 0.95 6 50
DWB2010L208 o 0.5 1 0.8 4 0.95 8 50

DWB 2000L2 251 ) i1 22 8

The Cutting Data For DWB 2000L2 Series
WINIHME |ad

k] R
Material Aluminum Copper Plastic

E& (mm) Shank 4
#@i® n (min) 10500
HEEREE VF (mm/min) 1260

1IEIRE Cutting depth
[Jap=0.1RE

ae=0.2RE

ap : BHEIIHEIRERE Axial depth of cutting
ae : REIYIFE Radial depth of cutting
RE : 7JAR R Edge Angle

B82 | CARBIDE END MILL §§iffi#s%7]) — DWB 2000L2
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BREREET]

Ball Nose

IREA 2 SOFRIMILE%TD
' DPB 2000 2 Flutes Ball l\tse Carbide End Mill @ .@@
RE
N\

APMX
LF

RERER
EmBEE Model No

DCON
DPB2060
DPB2060H
DPB2100H

DPB 2000251 Y] 122 8

The Cutting Data For DPB 2000 Series

WNIHE X T
[VETCUEIR Alloy Steel 4 Carbon Steel

E& (mm) Shank 6 10
E33% n (min) 4300 2600
SERSEE Vi (mm/min) 245 275

LJEI%EE Cutting depth
I:ap=0A1 RE

ae=0.2RE

ap : BHEIIAEIRE Axial depth of cutting
ae : REYIFRE Radial depth of cutting
RE : 7JAR R Edge Angle

DPB 2000 — CARBIDE END MILL §&5@i%s570 | B83



PA-DPB
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kel €%2 CHBIN i1 7=

Barrel Tungsten

RTINS
l PA'DPB Barrel Tufz;sten Carbide End Mill

HIHIERE

EmBI%E Model No

PA-DPB4060L1140R45 [ ) 1 45 6 14 6 50 4
PA-DPB4060L1205R100 [ J 1 100 6 20.5 6 50 4
PA-DPB6060L1140R45 [ ] 1 45 6 14 6 50 6
PA-DPB4080L1160R45 1.5 45 8 16 8 60 4
PA-DPB4080L1220R95 [ ) 1.5 95 8 22 8 60 4
PA-DPB6080L1160R45 [ J 1.5 45 8 16 8 60 6
PA-DPB4100L1245R90 [ ] 2 90 10 24.5 10 75 4
PA-DPB6100L1165R40 [ ] 2 40 10 16.5 10 75 6
PA-DPB6100L1175R40 2 40 10 17.5 10 75 6
PA-DPB4120L1270R85 2 85 12 27 12 75 4
PA-DPB6120L1185R40 [ 2 40 12 18.5 12 5] 6
PA-DPBZ %I Y] i 28
The Cutting Data For PA-DPB Series
WNITHME =kl [
[VEIEUEIR Alloy Steel 4 Carbon Steel
TR RAngle 1 15 2 e ing| 6 8 10 | 12
#& n (min) 9500 6400 4800 5% n (min) 9500 | 7200 | 5700 | 4800
EIGERE VE HEIREE Vf
(mmimin) 3000 2000 2300 (mm/min) 5200 | 3900 | 3100 | 2600

' Ho4pER ekl N TEREEEE LEE Comparison of the machining area range of parabolic milling

U— / MBI EEER
EIiEﬁh[i?:;‘iTkE&J The range of machining
BRI - planing is limited.

The range of machining
planing is larger, can
efficiently process larger
depth of cut.
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ARAET
260 AR B 4 TIRIMILHE D
l EPU 4000L1 260° Inner Radius 4 éILutes Carbide End Mill @

Inner Radins

RE DN

260" I IDCON

APMX—S—= ‘

THIER HHER |IEARE| BE2R
EmB5E Model No
DCON
EPU4020L1016L204 [} 1 2 1.5 1.63 4 4 50
EPU4030L1024L206 1.5 3 23 2.46 4 6 50
EPU4040L1033L208 [ ] 2 4 8 8.3 4 8 50
EPU4050L1041L210 [ ] 2.5 5 3.65 4.1 6 10 50
EPU4060L1049L212 [} 3 6 4.6 4.93 6 12 50
EPU4080L1065L216 [ J 4 8 5.9 6.58 8 16 60
EPU4100L1082L220 [ ] 5 10 7.6 8.22 10 20 75
EPU4120L1098L224 [ ] 6 12 9.2 9.86 12 24 75
EPU4120L1100L221 6 12 9.2 10 12 21 75
EPU4160L1133L232 8 16 12.2 13.37 16 32 100
EPU 4000L1 2 %1 t) i1 22
The Cutting Data For EPU 4000 Series
WINTHE A2 ]
JJFER RAngle 1 1.5 2 2.5 3 4 5 6 8
#@i%E n (min) 12700 | 8500 | 6400 | 5100 | 4300 | 3200 | 2600 | 2200 1600

SEAGERE VE (mm/min) 450 450 470 470 490 500 550 510 450

HJEIRE Cutting depth

ae=0.2RE

ap=0.1RE

ap : B E)EIEE Axial depth of cutting
ae : REHIHRE Radial depth of cutting
RE : 7JAR R Edge Angle

EPU 4000L1—CARBIDE END MILL §§ifi#s%70 | B85
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R ‘:{Eﬂain mRYH e

Coner Radius

B8 2 DiRMIH0
l DMR 2000R00 2 Flutes Corn; Radius Carbide End Mill @ .
RE
AN
DC DCON

APMX
LF

SIOP

TIHIER REER HERR

EmB5E Model No

DCON

DMR2010R02 [ 0.2 1 25 4 50
DMR2010R02E1D6 [ 0.2 1 2.5 6 75
DMR2015R02 [ 0.2 1.5 3.75 4 50
DMR2015R02E1D6 [ J 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 [ J 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 [ J 0.5 S 7.5 4 50
DMR2030R05E1 [ ] 0.5 3 7.5 4 75
DMR2030R10 [ 1 3 7.5 4 50
DMR2030R10D6 [ 1 3 7.5 6 50
DMR2030R10E1 [ J 1 S 7.5 4 75
DMR2040R02 [ J 0.2 4 10 4 50
DMR2040R02E1 [ 0.2 4 10 4 75
DMR2040R02H [ ] 0.2 4 10 4 100
DMR2040R05 [ J 0.5 4 10 4 50
DMR2040R05E1 [ J 0.5 4 10 4 75
DMR2040R05H [ ] 0.5 4 10 4 100
DMR2040R10 [ ] 1 4 10 4 50
DMR2040R10E1 [ J 1 4 10 4 75
DMR2040R10H [ J 1 4 10 4 100
DMR2040R15D6 [ ] 1.5 4 10 6 50
DMR2060R02 [ ] 0.2 6 15 6 50
DMR2060R02E1 [ J 0.2 6 15 6 75
DMR2060R02H [ J 0.2 6 15 6 100
DMR2060R05 [ ] 0.5 6 15 6 50
DMR2060R05E1 [ 0.5 6 15 6 75
DMR2060R05H [ J 0.5 6 15 6 100
DMR2060R10 [ J 1 6 15 6 50
DMR2060R10E1 [ 1 6 15 6 75

X FEETH - X% Continued on next page.
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B

Coner Radius

TIHIER

NRE

E RS Model No

DC APMX

DMR2060R10H [ ] 1 6 15 6 100
DMR2060R20 [ J 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 [ J 1 8 20 8 60
DMR2080R10E1 [ ] 1 8 20 8 73
DMR2080R10H [ ] 1 8 20 8 100
DMR2100R05 [ ] 0.5 10 25 10 75
DMR2100R05H [ J 0.5 10 25 10 100
DMR2100R10 [ ] 1 10 25 10 {5)
DMR2100R10H [ ] 1 10 25 10 100
DMR2120R05 [ ] 0.5 12 30 12 75
DMR2120R05H [ J 0.5 12 30 12 100
DMR2120R10 [ ] 1 12 30 12 75
DMR2120R10H [ ] 1 12 30 12 100
DMR 2000R00:2 51 U i1 22 8
The Cutting Data For DMR 2000R00 Series
?&DE/IJ;_tzﬁ Stai;’rg;ﬂ;teel
E1E (mm) Shank 4 6 8 10 12
#5iE n (min) 6400 4300 3200 2600 2200
SELSERE VF (mm/min) 260 280 285 270 270

DMR 2000R00— CARBIDE END MILL $&s@i#s%7) | B87



DMR

[ o~ ®
el €02 CHEIUI 591 7 =
' DMR 2000R00L2 Eiz%f%g?ﬁiﬁggﬁg Radius Carbide End Mill @

DC} DCON
JI

IHER | 7IRE | ARER | IERARE | BEER

EmEEE Model No

DMR2030R02L.207 0.2 3 3 4 7.5 50
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
DMR2060R02L.215 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 2000ROOLZ R % ) Hi 228

The Cutting Data For DMR 2000R00L2 Series

WINIHE T4EH EE
Material @SIEE] Stainless steel &Rl

E& (mm) Shank 4 6 8 10 12
#85% n (min) 6400 4300 3200 2600 2200
SRS VF (mm/min) 260 280 285 270 270

BS8S8 | CARBIDE END MILL $§§ffii#3%7]) — DMR 2000R00L2
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Qc”ai” Echaintool cutting tools BB
l DMR 4000R00 iﬁe?ﬁﬁggggius Carbide End Mill @ .@@

=
o] .
eltiinelny

HNRE REER BERR s
ERESE Model No "

APMX

DMR4010R02 [ 0.2 1 25 4 50
DMR4010R02L103 [ ] 0.2 1 3 4 50
DMR4015R02 [ 0.2 1.5 3.75 4 50
DMR4015R02L104 [ J 0.2 1.5 4 4 50
DMR4015R05 [ 0.5 1.5 3.75 4 50
DMR4020R02 [ 0.2 2 5 4 50
DMR4020R02L106 [ 0.2 2 6 4 50
DMR4020R05 [ J 0.5 2 5 4 50
DMR4020R05L106 [ 0.5 2 6 4 50
DMR4025R02 [ 0.2 25 6.25 4 50
DMR4030R02 [ 0.2 3 7.5 4 50
DMR4030R02L106 [ J 0.2 3 6 4 50
DMR4030R02L.108 [ ] 0.2 3 8 4 50
DMR4030R02E1 [} 0.2 3 7.5 4 75
DMR4030R05 [ 0.5 3 7.5 4 50
DMR4030R05L108 [ J 0.5 3 8 4 50
DMR4030R05D3 [ 0.5 3 7.5 3 50
DMR4030R05E1 0.5 3 7.5 4 75
DMR4030R05E1D6 [ 0.5 3 7.5 6 75
DMR4030R10 [ J 1 3 7.5 4 50
DMR4030R10D6 [} 1 3 7.5 6 50
DMR4030R10E1 1 3 7.5 4 75
DMR4040R02 [ 0.2 4 10 4 50
DMR4040R02E1 [ J 0.2 4 10 4 75
DMR4040R02H [} 0.2 4 10 4 100
DMR4040R05 [ 0.5 4 10 4 50
DMR4040R05E1 [ 0.5 4 10 4 75
DMR4040R05E1D6 [ J 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

X F#TFHE- % Continued on next page.
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E=7

Coner Radius

B90

©

EMmEEE Model No

DMR4050R05
DMR4050R10
DMR4060R02
DMR4060R02E1
DMR4060R02H
DMR4060R05
DMR4060R05E1
DMR4060R05L110E1
DMR4060R05H
DMR4060R10
DMR4060R10E1
DMR4060R10H
DMR4060R15
DMR4060R20
DMR4070R05
DMR4080R02
DMR4080R03
DMR4080R05
DMR4080R05E1
DMR4080R05H
DMR4080R10
DMR4080R10E1
DMR4080R10H
DMR4080R15
DMR4080R20
DMR4100R02
DMR4100R05
DMR4100R05H
DMR4100R10
DMR4100R10H
DMR4100R15
DMR4100R20
DMR4100R25
DMR4100R30
DMR4120R05
DMR4120R05H
DMR4120R10
DMR4120R10H
DMR4120R15
DMR4120R20
DMR4120R25
DMR4160R10

= .
&2 CHBII 59102

0.2
0.2
0.2
0.5
0.5
0.5
0.5

15

0.5
0.2
0.3
0.5
0.5
0.5

IIHIER

© 0 0 W W W W W O N O O O O O O O O O 6O O & o O

N N N N N O O N N
oM MNNNMNNMNNMNOOOOOOOoOSOoOOo®

DC

HRE

12.5
15
15
15
15
15
10
15
15
15
15
15
15

17.5
20
20
20
20
20
20
20
20
20
20
25
25
25
25
25
25
25
25
25
30
30
30
30
30
30
30
40

APMX

© ©® W 0 0 W W W O 0 O O O O O O O O O O O O o O

S o a3 A a3 A
DN NN DNMNDNDNMNOOOOOO O o o

50
50
75
100
50
75
75
100
50
75
100
50
50
60
60
60
60
75
100
60
75
100
60
60
75
75
100
75
100
75
75
75
75
75
100
75
100
75
75
75
100
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B8
DMR 4000R00 251 ) i 22 8

Coner Radius
The Cutting Data For DMR 4000R00 Series

Material @SIEE] Stainless steel (ORI

E1E (mm) Shank 4 6 8 10 12 16
EE5% n (min) 6400 4300 3200 2600 2200 1600
SERRERE VE (mm/min) 520 560 570 540 540 400

DMR 4000R00 — CARBIDE END MILL §§3fi##%0 | BI1
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Coner Radius

RE

3

APMX

EmMmELE Model No

*N
BN €2 CHOIY 947 =
} GPR 6000R00

6 JERIHIMILEE T
6 Flutes Rounded Land Carbide End Mill

LF

i)

IDCON

MR

RERE

DCON

GPR6060R02 y 6

GPR6060R05 0.5 6 15 6 50
GPR6060R10 1 6 15 6 50
GPR6080R05 0.5 8 20 8 60
GPR6080R10 [ ] 1 8 20 8 60
GPR6100R05 0.5 10 25 10 75
GPR6100R10 [ J 1 10 25 10 75
GPR6120R05 0.5 12 30 12 75
GPR6120R10 1 12 30 12 75
GPR6160R05 [ ] 0.5 16 40 16 100
GPR6160R10 1 16 40 16 100
GPR6160R20 2 16 40 16 100
GPR6200R05 0.5 20 50 20 100
GPR6200R10 1 20 50 20 100
GPR6200R20 2 20 50 20 100

GPR 6000R00 2 %1 U] if1] 22
The Cutting Data For GPR 6000R00 Series
WINTME e i
Material
E& (mm) Shank 6 8 10 12 16 20
HE3%E n (min) 4250 3200 2550 2200 1600 1300
SERSERE VF (mm/min) 510 580 610 660 580 580

B92 | CARBIDE END MILL §§3ffi##%/]) — GPR 6000R00
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Q c”ai” Echaintool cutting tools
REDERZRIEIFEE 4 DBRIHMiRED 1

l PH'FMR 4000R00 Unequal Division & Unequal Helixing\uéﬁwnhout @ .%@

rounded Land 4 Flutes Corner Radius Carbide End Mill

RE A1° A2°

B1e
DC IDCON
B2° APMX ‘
I LE 1
TESEI B1°#£B2° TEIRE A1°£A2°
Unequal Division Unequal Spiral

ITHIER RERER
EmB5E Model No

DC DCON

PH-FMR4040R05 [ ] ; 4

PH-FMR4040R10 [ ] 1 4 10 4 50
PH-FMR4040R10D6 [ ] 1 4 10 6 50
PH-FMR4050R05 [ J 0.5 5 12.5 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 [ J 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 [5)
PH-FMR4100R05H [ ] 0.5 10 25 10 100
PH-FMR4100R08 [ ] 0.8 10 25 10 75
PH-FMR4100R10 [ ] 1 10 25 10 75
PH-FMR4120R05 [ ] 0.5 12 30 12 [5)
PH-FMR4120R08L 136 [ J 0.8 12 36 12 75
PH-FMR4120R10 [ ] 1 12 30 12 75
PH-FMR4120R30 [ ] 3 12 30 12 75
PH-FMR4160R05 0.5 16 48 16 100

PH-FMR 4000R00 2 51 t] i1 22 3
The Cutting Data For PH-FMR 4000R00 Series
mﬁﬂeﬁ Staijrgsﬂ;teel Ca%t iI%on
B (mm) Shank 4 6 8 10 12
¥R n (min) 6400 4300 3200 2600 2200

SELSERRE VF (mm/min) 520 560 570 540 540

PH-FMR46000R00 — CARBIDE END MILL §§3fifs%/0 |
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PH-FPR

oN ®
W €2 CHBI 91075

Coner Radius

REDERZRIEIFEE 4 DBRBIHMinED
' PH'FPR 4000R00 Unequal Division & Unequal Helixj;\ng\u;vnwwthout @ .

HROM P §
<60 J\ 500 8]

rounded Land 4 Flutes Corner Radius Carbide End Mill

B1° REA1° A2°
\
B2° DCI \ DCON
N APMX
LF
= 1
TZHE B1°£B2 TEZIRE A1°EA2 ‘«m];/f;g/g  F il
Unequal Division Unequal Spiral New Specification Arrival

IHIER RERER
EmBI%E Model No

DC DCON

g PH-FPR4020R02 [ 0.2 2 5 4 50
PH-FPR4030R02 [ ] 0.2 3 7.5 4 50
PH-FPR4030R10D6 [ 1 3 7.5 6 50
PH-FPR4040R05 ([ ] 0.5 4 10 4 50
PH-FPR4040R10 [ 1 4 10 4 50

@ PH-FPR4040R15D6 [ ] 1.5 4 10 6 50
PH-FPR4050R05 0.5 5 12.5 6 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 [ 0.5 8 20 8 60
PH-FPR4080R05E1 ([ ] 0.5 8 20 8 75
PH-FPR4080R10 [ 1 8 20 8 60
PH-FPR4080R10E1 [ ] 1 8 20 8 75
PH-FPR4080R15 [ 1.5 8 20 8 60
PH-FPR4080R20 ([ ] 2 8 20 8 60
PH-FPR4100R05 [ 0.5 10 25 10 75
PH-FPR4100R05L130 [ ] 0.5 10 30 10 75
PH-FPR4100R05H [ 0.5 10 25 10 100
PH-FPR4100R10 ([ ] 1 10 25 10 75
PH-FPR4100R10L130 [ 1 10 30 10 75

@ PH-FPR4100R10H 1 10 25 10 100
PH-FPR4100R15 [ 1.5 10 25 10 75
PH-FPR4100R20 ([ ] 2 10 25 10 75
PH-FPR4100R20L130 [ 10 30 10 75
PH-FPR4120R05 [ ] 0.5 12 30 12 75
PH-FPR4120R10 [ 12 30 12 75
PH-FPR4120R20 ([ ] 2 12 30 12 75
PH-FPR4120R30L136 @ 12 36 12 75
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’. CHaiﬂ Echaintool cutting tools ~
ER7]

Coner Radius

PH-FPR 4000R00Z %1 Y] Hi 22 8

The Cutting Data For PH-FPR 4000R00 Series

#WINLIAE e [
VEUMEIR Alloy Steel 4 Carbon Steel

EH1& (mm) Shank 3 4 6 8 10 12
55 n (min) 8500 6400 4300 3200 2600 2200
SERSERE VI (mm/min) 680 520 560 570 540 540

PH-FPR 4000R00—CARBIDE END MILL §§§fi#%#%70 | B95
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Coner Radius

REDERZRIEIFEE 4 DBRBIFMinsED
' PH'FER 4000R00 Unequal Division & Unequal Helix%\ng\?wnhout @ .

HROM E
<60 J\300 S

rounded Land 4 Flutes Corner Radius Carbide End Mill

1o REALAZ
D{ \ IDCON

20 APMX

-

|
REARBI B2 FBEHAIFAY @ @ @ @
Unequal Division Unequal Spiral

TIHIER REER

EmB5E Model No
DC DCON

PH-FER4040R05 4 4

PH-FER4040R10 1 4 10 4 50
PH-FER4060R05 0.5 6 15 6 50
PH-FER4060R10 [ ] 1 6 15 6 50
PH-FER4060R15 [ ] 1.5 6 15 6 50
PH-FER4080R05 [} 0.5 8 20 8 60
PH-FER4080R10 1 8 20 8 60
PH-FER4080R15 [ ] 1.5 8 20 8 60
PH-FER4080R20 [} 8 20 8 60
PH-FEP4080R30 8 20 8 60
PH-FER4100R05 0.5 10 25 10 75
PH-FER4100R10 1 10 25 10 75
PH-FER4100R15 1.5 10 25 10 75
PH-FER4100R20 2 10 25 10 75
PH-FER4120R05 0.5 12 30 12 75
PH-FER4120R10 1 12 30 12 75
PH-FER4120R30 3 12 30 12 75

PH-FER 4000R00 2 51| U] i1 22 8
The Cutting Data For PH-FER 4000R00 Series
WINTHE I
VETZUEIR Alloy Steel 4 Carbon Steel
E1& (mm) Shank 4 6 8 10 12
#3& n (min) 6400 4300 3200 2600 2200
SERSEE VE (mm/min) 520 560 570 540 540
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REDEIRZRIEIFEE 4 30 C BIFMILEH D
l PH'FPC 4000C00 Uneual Division Unequal Helix Angle NloLn Round Land @ .%@

4 Flutes C Corner Carbide End Mill

B1 A1 c A2°

B2°
DCI IDCON

APMX ‘
LF

TE5E B1°#£B2° TEIREE A1°£A2°
Unequal Division Unequal Spiral

IHIER RERER
EmB5E Model No

DC DCON
PH-FPC4030C01L108 [ J 0.1 3 8 3 50
PH-FPC4040C015 [} 0.15 4 10 4 50
PH-FPC4060C02 0.2 6 15 6 50
PH-FPC4080C02 [} 0.2 8 20 8 60
PH-FPC4080C02E1 [ J 0.2 8 20 8 75
PH-FPC4100C02 [ ] 0.2 10 25 10 75
PH-FPC4100C03 [} 0.3 10 25 10 75
PH-FPC4100C03L130 0.3 10 30 10 75
PH-FPC4100C03L136 0.3 10 36 10 75
PH-FPC4120C035 0.35 12 30 12 75

PH-FPC 4000C00 251 )i 22 8

The Cutting Data For PH-FPC 4000C00 Series

wWNIvE GEs] [ ]
YEISUEIR Alloy Steel 4 Carbon Steel

E1&E (mm) Shank 4 6 8 10 12
E43% n (min) 6400 4300 3200 2600 2200
EHEEE VI (mm/min) 520 560 570 540 540

PH-FPC 4000C00—CARBIDE END MILL §§3fi##%70 |
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SUH-FMR4000R00L1-DIN series
DIN Specification for Europe Market

nx

YIREET TIREES IR

Special design for protecting end mill tip
‘@S)E N

B 5 R R DI TR

Round Land Unequal Division Unequal Helix

. & =1 E3 ) ALl ==

EhEAT 4 T E2RREHIEMIRT] ssunessest

High Feed 4 Flutes Corner Radius Carbide End Mill BE7& Il T FE 1 K1 hnER /B 38

Special tooth design can reduce processing resistance and increase chip breaking efficiency
SIERERAMIR « MABBERE - RAFENE - AT SIZIEH35°/38 &5t
BNRSENTRERY - TEIEFFIRSERNTRSREN -
MEMIRERRERT - RERSEEH -
It can adapt to larger cutting depths, enlarge the chip groove design, and improve chip
removal efficiency. Unequal helix 35°/38° design is beneficial to high-speed processing and
chip resistance. The unequal division design is beneficial to high-feed machining, improve

shock resistance, improve the processing surface better than rough end mill, and reduce
machine load.

I VI, SRR

=SUHFMR 4000ROOLIDIN
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s

Round Land Unequal Division Unequal
Helix High Feed 4 Flutes Corner Radius Carbide End Mill

Coner Radius

I SUH-FMR 4000R00L1-DIN

B1° Ae A2°

DCI DCON
B2° APMX |

|
RZEHE B1°£B2° TEIRE A1°£A2° @)
Unequal Division Unequal Spiral %*ifljn,ﬂﬁ.ﬁi @ @ @ @

BE  |IERARE RERR

EmBEE Model No

SUH-FMR4060R05L124D-DIN
SUH-FMR4080R05L132E1-DIN
SUH-FMR4100R05L140H-DIN
SUH-FMR4120R05L148H-DIN
SUH-FMR4160R05L164K-DIN
SUH-FMR4200R03L180M-DIN

000000

SUH-FMR 4000RO0L1-DIN & 51 i 22 8

The Cutting Data For SUH-FMR 4000R0O0L1-DIN Series

WINTHE iR
Material @SIEE] Stainless steel

Ef& (mm) Shank 6 8 10 12 16 20
&5 n (min) 4300 3200 2600 2200 1600 1300
HEEHGEE VF (mm/min) 560 570 560 540 520 520

SUH-FMR 4000R00L1-DIN—CARBIDE END MILL §§§fi#s%0 | B99
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mR) efﬂain mRYH e

Coner Radius

BERED SRS RIESLELR 4 DERHMiRED
' SUH'FYR 4OOOROO Round Land Unequal I;/E\onn Unequal Hel?)’lvn @

High Feed 4 Flutes Corner Radius Carbide End Mill

B2° RE A1° A2°

B1° \
DC \\ }CON

|
NINGING

HIHIER RS

FEHE B1°£B2° R A1°£A2°

Unequal Division Unequal Spiral

EfELEE Model No
DC DCON

SUH-FYR4040R05 4 10 4

SUH-FYR4040R10 1 4 10 4 50
SUH-FYR4060R05 ([ ] 0.5 6 15 6 50
SUH-FYR4060R10 1 6 15 6 50
SUH-FYR4060R15 1.5 6 15 6 50
SUH-FYR4080R05 [ ] 0.5 8 20 8 60
SUH-FYR4080R10 1 8 20 8 60
SUH-FYR4080R05E 1 0.5 8 20 8 75
SUH-FYR4080R10E1 1 8 20 8 75
SUH-FYR4080R15 1.5 8 20 8 60
SUH-FYR4080R20 2 8 20 8 60
SUH-FYR4100R05 [ ] 0.5 10 25 10 75
SUH-FYR4100R05H 0.5 10 25 10 100
SUH-FYR4100R10 1 10 25 10 75
SUH-FYR4100R15 1.5 10 25 10 75
SUH-FYR4100R20 2 10 25 10 75
SUH-FYR4120R05 [ ] 0.5 12 30 12 75
SUH-FYR4120R10 [ ] 1 12 30 12 75
SUH-FYR4160R05 [ 0.5 16 48 16 100

SUH-FYR 4000R00 2 % U] §i 228

The Cutting Data For SUH-FYR 4000R00 Series
#WNIME #WINIME fad
[VEIEYEIR  Titanium Material QUL

E7& (mm) Shank 4 6 8 10 12 16 4 6 8 10 12 16

B3 n (min) 3900 |2600 {2000 |1600 |[1300 |1000 1900 {1300 {1000 | 800 | 650 |1000

SERGERE VE (mm/min)| 310 | 210 | 160 | 190 | 150 | 160 150 | 100 | 80 90 80 80

B100 | CARBIDE END MILL §5§@i#%$%7) — SUH-FYR 4000R00



CC-ANC

®
@c”ai” Echaintool cutting tools BT

Chamfer

V BURREIESRSET)
l CC‘AMC V-Type Chamfer Cutter @ @
DN
DC $ IDCON
APMX
Lu LF ‘

LN

HIEE REREE B |ERARE| REERR AL

EFRELSR Model No 8 %

DC DCON

CC-AMC4040L207DD6
CC-AMC4060L207D
CC-AMC4080L209
CC-AMC4080L220
CC-AMC6080L209
CC-AMC6100L211
CC-AMC6120L213
CC-AMCRF| )51 2%
The Cutting Data For CC-AMC Series
WMIHE T i 5
Material @SIEE] Stainless steel (eEE M)
E& (mm) Shank 6 8 10 12
#5% n (min) 3700 2800 2200 1900
HIREE VF (mm/min) 400 500 650 650
EALEA & A AEEE ImE V1 EEER
Chamfer Of Rounding Hole Chamfering Side Chamfering  Side V Groove Processing ~ Back Chamfering
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” ®
piad €22 CHEIIY i 017 =

Chamfer

V BURRIEIRSET)
l CR'AMC V-Type Chamfer Cutter @ @
60°
DN
AV
DCI DCON

APMX
a?-_L——LLU LE

S Pinalag

HIER REPEE AERRE| HE2R Y

EmEEE Model No
DCON

CR-AMC4060L206D

CR-AMC6080L208
CR-AMC6100L210
CR-AMC6120L212
CR-AMCR 5| i) i§1 28
The Cutting Data For CR-AMC Series
WMIHE T FE)
Material @SSP Stainless steel EEERIE))
E& (mm) Shank 6 8 10 12

#5% n (min) 3700 2800 2200 1900

SEHEERE VF (mm/min) 400 500 650 650
EALEA f#l B AEEE ImE V1 EEER
Chamfer Of Rounding Hole Chamfering Side Chamfering  Side V Groove Processing ~ Back Chamfering
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®
@c”ai” Echaintool cutting tools BT

Chamfer

2 VDR E il
I DT-DMC 2000 289 o, QHOO®OHY
60°
DC IDCON
APMX
LF |

NolNslng

RHEE BERR
E SR Model No - B 1

DCON

DT-DMC2030
DT-DMC2040
DT-DMC2050
DT-DMC2060
DT-DMC2080
DT-DMC2100
DT-DMC2120
DT-DMC2160
DT-DMC2200
DT-DMC 2000231 U] i 228
The Cutting Data For DT-DMC 2000 Series
WINITHME 0 TSR f g1
Material Stainless steel (eEE M)
E1E (mm) Shank 8 4 5 6 8 10 12 16 20
HH3%E n (min) 7400 5500 4400 3700 2800 2300 1900 1400 1100

HEHREE Vi (mm/min) 300 220 180 150 120 90 80 60 45

EALEA & A FLEIBMT ELNT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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DC-DNC

[ )
dead €22 CHAII 017 =
I DC-DMC 2000 zzgaﬁﬁsm%g%ning Drill @

90°
V DC IDCON
APMX
LF

e

IR NNRE REER
EmB5E Model No
DC APMX DCON
DC-DMC2030 [ ] 3 10 3 50
DC-DMC2040 [ ) 4 12 4 50
DC-DMC2040E1 [ ] 4 12 4 75
DC-DMC2050 [ ] 5 20 5 50
DC-DMC2050E1 5 20 5 75
DC-DMC2060 [ ] 6 20 6 50
DC-DMC2060H 6 20 6 100
DC-DMC2080 [ ] 8 25 8 60
DC-DMC2080H 8 25 8 100
DC-DMC2100 [ ] 10 25 10 75
DC-DMC2100H 10 25 10 100
DC-DMC2120 [ ] 12 30 12 75
DC-DMC2120H 12 30 12 100
DC-DMC2160 [ ] 16 35 16 100
DC-DMC2160M 16 35 16 150
DC-DMC2200 20 40 20 100
DC-DMC 200025 b i1 22885
The Cutting Data For DC-DMC 2000 Series
WNIME TR FE
Material @SIEE] Stainless steel (Rl
E1E (mm) Shank 3 4 5 6 8 10 12 16 20
BE5E n (min) 7400 5500 4400 3700 2800 2300 1900 1400 1100

EIREE V (mm/min) 300 220 180 150 120 90 80 60 45

EALEA & A FLEIBMT ELNT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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DR-DNC

®
@c”ai” Echaintool cutting tools BT

Chamfer

IFRIBENE
I DR-DMC 2000 525 on OHOBH®HY
DC IDCON
APMX J
LF |
HIHIEE NINRE REBER
ER 5 Model No 8 1
DC APMX DCON
DR-DMC2030 [} 3 10 3 50
DR-DMC2040 [ J 4 12 4 50
DR-DMC2040E1 4 12 4 73
DR-DMC2050 [ J 5 20 5 50
DR-DMC2050E1 5 20 5 75
DR-DMC2060 [ J 6 20 6 50
DR-DMC2060H 6 20 6 100
DR-DMC2080 [ J 8 25 8 60
DR-DMC2080H 8 25 8 100
DR-DMC2100 [ J 10 25 10 75
DR-DMC2100H 10 25 10 100
DR-DMC2120 [ J 12 30 12 75
DR-DMC2120H 12 30 12 100
DR-DMC2160 [ J 16 35 16 100
DR-DMC2160M 16 35 16 150
DR-DMC2200 [ ] 20 40 20 100
DR-DMC 2000251 1) 1 22 85
The Cutting Data For DR-DMC 2000 Series
WNIHME T4 55 34
Material @SIEE] Stainless steel Rl
B (mm) Shank 3 4 5 6 8 10 12 16 20
#3i%E n (min) 7400 5500 | 4400 | 3700 | 2800 | 2300 1900 1400 1100

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

EALEA & A FLEIBMT ELNT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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Chamfer

I DC-DWC 2000 ;Z=esum

90°

\Q/ DCI IDCON

REBER
EmB5E Model No

DCON

DC-DWC2030
DC-DWC2040
DC-DWC2050
DC-DWC2060
DC-DWC2080
DC-DWC2100
DC-DWC2160
DC-DWC 2000251 bl 22 4
The Cutting Data For DC-DPC 2000 - DC-DWC 2000 Series
W imeres ﬂ“
Material Aluminum Copper Plastic
B & (mm) Shank 3 4 5 6 8 10 16
#8353 n (min) 7400 5500 4400 3700 2800 2300 1400
SEHSERE VF (mm/min) 300 220 180 150 120 90 60
EALEA f#l B FLEIBMT ELNT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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DR-DWC

®
@c”ai” Echaintool cutting tools BT

Chamfer

I DR-DWC 2000 ;Z#um (i)

4 Jeor
Nilaglne

HHIEE RHEE BERR
25 Model No & &

DC DCON

®D

DR-DWC2030
DR-DWC2040
DR-DWC2050
DR-DWC2060
DR-DWC2080
DR-DWC2100
DR-DWC2160
DR-DWC 2000 2% b))
The Cutting Data For DR-DWC 2000 Series
e m
Material Aluminum Copper Plastic
B & (mm) Shank 3 4 5 6 8 10 16
#8353 n (min) 7400 5500 4400 3700 2800 2300 1400
SEHSERE VF (mm/min) 300 220 180 150 120 90 60
EALEA f#l B FLEIBMT ELNT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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Chamfer

I DC-DPC 2000  7EER oo (vic)

90°
\V D({ IDCON

NEINSINESS

HIHIEE REBER
EREEE Model No
DCON
DC-DPC2030 3
DC-DPC2040 [ J 4 12 4 50
DC-DPC2040E1 4 12 4 75
DC-DPC2050 [ ] 5 20 5 50
DC-DPC2060 [ ] 6 20 6 50
DC-DPC2080 [ J 8 25 8 60
DC-DPC2100 [ ] 10 25 10 75
DC-DPC2120 [ ] 12 30 12 75
DC-DPC2160 [ ] 16 35 16 100
DC-DPC2200 20 40 20 100
DC-DPC 2000z %1 Y] i1 22 8%
The Cutting Data For DC-DPC 2000 Series
WNTIHME =] ]
Material GQUOASICEY QOSSN CE
E& (mm) Shank 8 4 5 6 8 10 12 16 20
#8i%E n (min) 7400 5500 | 4400 | 3700 | 2800 | 2300 1900 1400 1100

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

EALEA & A FLEIBMT ELNT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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DC-DMM

®
@c”ai” Echaintool cutting tools BT

Chamfer

2 DRSS
l DC'DMM 2000 2 FIuA;Ees\_LPos\tioning Side Milling Carbide Drill @ .

HRC) (M
<55 500

90°

:; DC IDCON

APMX _1
Nolnsinel

HHIEE RHEE BERR
25 Model No B &

Price
DCON

LF

DC-DMM2060

DC-DMM2080
DC-DMM2100
DC-DMM2120
DC-DMM2160
DC-DMM2200
DC-DMM 2000 &%t i85
The Cutting Data For DC-DMM 2000 Series
WMIHE T 5
Material @SIEE] Stainless steel (eEEdI{e))
E1E (mm) Shank 6 8 10 12 16 20
B3 n (min) 3700 2800 2300 1900 1400 1100
EASEE VF (mm/min) 150 120 90 80 60 45
EALEA & A AEBEMT ERMT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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DR-DMM
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Chamfer

2 RIS SRR
l DR'DMM 2000 2 FlutEes\_LPositioning Side Milling Carbide Drill

DC IDCON
APMX
LF

s

REBER
EmB5E Model No

DCON

DR-DMM2060

DR-DMM2080
DR-DMM2100
DR-DMM2120
DR-DMM2160
DR-DMM2200
DR-DMM 2000 2% t) i1 22 8
The Cutting Data For DR-DMM 2000 Series
WNIME T FE
Material @SIEE] Stainless steel Rl
E & (mm) Shank 6 8 10 12 16 20
53 n (min) 3700 2800 2300 1900 1400 1100
SERRERE VF (mm/min) 150 120 90 80 60 45
EALEA & A AEBEMT ERMT EEER
Chamfer Of Rounding Hole Chamfering Hole Chamfering Positioning processing Back Chamfering
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®
@c”ai” Echaintool cutting tools BT

Chamfer

90°TEAIEIF 3 DERsMI% T
l DCM'EPC 3000 90”EP<)L;ition Drilling Chamfering 3 Flutes Carbide End Mill @ .

HROM P
<60 500

140° DCN

\Q/ DCI$ 90° IDCON

x
NSy

muEE | g8l | onsx | mwEE

APMX: ‘ LF

EREZE Model No
DC DCN APMX DCON

DCM-EPC3030 3 0.6 1.3 3

DCM-EPC3030E1 3 0.6 1.3 3 75
DCM-EPC3040 4 0.8 1.74 4 50
DCM-EPC3040E1 4 0.8 1.74 4 75
DCM-EPC3060 [ 6 1.2 2.61 6 50
DCM-EPC3060E1 6 1.2 2.61 6 75
DCM-EPC3080 8 1.6 3.49 8 60
DCM-EPC3080H 8 1.6 3.49 8 100
DCM-EPC3100 10 2 4.36 10 75
DCM-EPC3100H 10 2 4.36 10 100
DCM-EPC3120 12 2.4 5828 12 75
DCM-EPC3120H 12 2.4 5.23 12 100

DCM-EPC 3000241 ) i =28
The Cutting Data For DCM-EPC 3000 Series
wWNIvE GEs] i @
VEYEUETR Alloy Steel 4 Carbon Steel
BE1& (mm) Shank 3 4 6 8 10 12
#55E n (min) 7400 5500 3700 2800 2300 1900
SELSERE VF (mm/min) 450 330 225 180 135 120
EALEA & A HEER AEEE AEE
Chamfer Of Rounding Hole Chamfering Back Chamfering Side Chamfering Internal Chamfer

DCM-EPC 3000—CARBIDE END MILL &8st | B111



AMI

[ /=)
SREET ‘3£H3il7® W EDHE A

Outer Radius

2 )R8 R BEIEHED
l AMI 2000 2 Flutes External R Chamfering Carbide End Mill @

HRC) 4 M
<55 500

et i Jocon

APMX J
LF

CEED P

IHIER | 7RE | WESER Lot

EmMELEE Model No &8
DN
AMI2015RE0050 [} 0.5 1.5 5 4 2.7 50
AMI2015RE0075 [} 0.75 1.5 5 4 3.2 50
AMI2015RE0100 [ J 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 5.2 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
AMI2020RE0400D12 [ ] 4 2 12 12 10.2 75
AMI2030RE0150D6 [ ] 1.5 3 - 6 - 50
AMI2030RE0500D 16 [} 5 & 15 16 13.2 100
@ AMI2030REO0500E1D16 [ ] 5 3 15 16 13.2 75
AMI2030RE0600D16 [ ] 6 3 15 16 15.2 100
AMI2030RE0125D6 [ ] 1.25 3 9.5 6 - 50
AMI2040RE0100D6 () 1 4 — 6 — 50
AMI 2000251 Ui 22 8
The Cutting Data For AMI 2000 Series
?&’nl[\]ﬂ%tZE Staiﬁgsﬂéteel
JJAR RAngle 0.5 |0.75 1 125 |15 |1.75 | 2 25 3 4 5 6
#33E n (min) 7800 |6350 {4700 (4000 {3100 |2800 {2600 {2200 (1900 {1500 [1300 [1100

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

®
@c”ai” Echaintool cutting tools T EE7]

T-Slo

T BUEisiinss 0
l AMT T-Slot Carb?gne End Mill @ .0@
DN
DC DCON

APMXA}-_L——LLU LF

BEIED >

REER
EMmESE Model No
DCON

AMT8080CW010
AMT8080CW015
AMT8080CW020

AMT10120CW010
@ AMT10120CW012
AMT10120CW015
AMT10120CW020

AMTZ )12 8

The Cutting Data For AMT Series

mumg T 58
Material @SICEWY Stainless steel (ORI

& (mm) Shank 8 12
3 n (min) 1600 1060
HEIREE VF (mm/min) 380 320

AMT—CARBIDE END MILL §&§@i%s50 | B113
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)
T ‘35HBII1® HwEH DB
I E180-AWA 100011 %.&8romaain o

DCI IDCON

APMX
LF

IHIER REBER
EmB5E Model No

DCON
E180-AWA1030L105 3 5) 3 40
E180-AWA1030L110 [ ] 3 10 3 40
E180-AWA1040L106 4 6 4 50
E180-AWA1050L108 5 8 5 50
E180-AWA1060L109 6 9 6 60
E180-AWA1080L112 8 12 8 75
E180-AWA1100L115 10 15 10 75
E180-AWA1120L118 12 18 12 75

E180-AWA 1000L1 2% )51 2285

The Cutting Data For E180-AWA 1000L1 Series

VEIIEIR Alloy Steel 4 Carbon Steel S Stainless steel eERAl) Aluminum Copper

B & (mm) Shank 8 4 5! 6 8 10 12
#5% n (min) 4250 3200 2550 2150 1600 1300 1100
SEHSERE V (mm/min) 85 70 50 45 35 30 25

B114 | CARBIDE END MILL $58®ii#$%7) — E180-AWA 1000L1



: @ c Hai” ®Echaintool cutting tools Eg 5329

Engraving Chamfer
30" EIBMITIS D
l E030'AWC 1 OOOLl 30° Engravin;LChamfer End Mill @ 0

pc4 }CON
APMX ‘
LF

IHIER REBER
EmB5E Model No

DC DCON
E030-AWC10012L105BD3 0.12 5) 3 40
E030-AWC10012L106B [ ] 0.12 6 4 40
E030-AWC10012L108BD5 0.12 8 5 40
E030-AWC10012L109D6 [ J 0.12 9 6 50
E030-AWC10016L105-38D6 0.16 5) 6 38

E030-AWC 1000L1 %1 ) i1 22 %

The Cutting Data For E030-AWC 1000L1 Series

[VEIIEIR Alloy Steel 4 Carbon Steel S Stainless steel eERAl) Aluminum Copper

E1E (mm) Shank 3 4 5 6
#5i%E n (min) 4250 3200 2550 2150
SELSERE VF (mm/min) 85 70 50 45

E030-AWC 1000L1—CARBIDE END MILL §8ifi%s%) | B115
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Aluminum ' GMA 2000 388 2 DEEEMIISE D

For Aluminum Alloy 2 Flutes End Mill

T RBEE
EmEEE Model No
DCON
GMA2060 ° 6 18 6 2l
GMA2080 ° 24 8 60
GMA2100 ) 10 30 10 75
GMA 2000251 751 22 8

The Cutting Data For GMA 2000 Series

Material Aluminum Copper

B8 (mm) Shank 6 8 10
$8: n (min) 10500 | 8000 6400

= E BE## Slotted 580 450 720
2B {2 Side 920 700 1150

HIHRE Cutting depth
BA#E Slotted {32 Side
ap=<0.5DC

bc

ap : BHEIIHEIRRE Axial depth of cutting
ae : fEEHIFEE Radial depth of cutting
DC : 7]48 Diameter of cutting

B116 | CARBIDE END MILL $55fi#5%7) — GMA 2000
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g c”ai” Echaintool cutting tools =7
$8F8 3 DERIMILEE T

l GMA 3000 ForAIuminum‘_/illoy 3 Flutes End Mill @ @

Aluminum
DC IDCON

\ APMX \ ‘

D TP

WEER

EmB5E Model No

DCON
GMA3010 ° 1 3 4 50
GMA3010D6 1 3 6 50
GMA3015 ° 15 45 4 50
GMA3020 ° 2 4 50
GMA3020D6 2 6 6 50
GMA3025 ° 25 75 4 50
GMA3030 ° 3 9 4 50
GMA3030D6 ° 3 9 6 50
GMA3030H ° 3 9 4 100
GMA3040 ° 4 12 4 50
GMA3040D6 ° 4 12 6 50
GMA3040H ° 4 12 4 100
GMA3050 ° 5 15 6 50
GMA3050H ° 5 15 6 100
GAM3060 ° 6 18 6 50
GMA3060H ° 6 18 6 100
GMA3080 ° 8 24 8 60
S GMA3080L135E1 ° 8 35 8 75
GMA3080H ° 8 24 8 100
GMA3080M ° 8 24 8 150
GMA3100 ° 10 30 10 75
S GMA3100L145H ° 10 45 10 100
GMA3100M ° 10 30 10 150
GMA3120 ° 12 36 12 75
GMA3120H ° 12 36 12 100
GMA3120M ° 12 36 12 150
GMA3160 ° 16 48 16 100
GMA3200 ° 20 50 20 100
GMA3200L160 ° 20 60 20 100

GMA 3000—CARBIDE END MILL g85fimss ) | B117
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Aluminum

GMA 3000250512 %

The Cutting Data For GMA 3000 Series
WINTME AL

Material Aluminum Coer
H1% (mm) Shank 4 6 8 10 12 16 20
&4 n (min) 15500 10500 8000 6400 5400 3900 3200
g% Bi#% Slotted 800 900 1000 1100 950 950 900
g% {8l Side 1200 1400 1600 1700 1500 1500 1300

LIHI;EE Cutting depth
BE4E Slotted {H32 Side

ap=<0.5DC ap=2DC
DC 2e<0.02~0.5DC

ap : B EIEIFEREE Axial depth of cutting
ae : REIIHIRE Radial depth of cutting
DC : 7J48 Diameter of cutting

B118 | CARBIDE END MILL $55fi#3%7) — GMA 3000
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£2F7]
Aluminum
$8FA 2 DSRS0
l HMA 2000 ForA\uminumL;Hoy 2 Flutes End Mill @ @
DC DCON

APMX ‘

WEER

EmB5E Model No

DCON
HMA2010 [ 1 3 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
HMA2040E1 [ J 4 12 4 75
HMA2040H 4 12 4 100
HMA2050 [ 5 15 6 50
HMA2050E1 [ ] 5 15 6 75
HMA2050H [ J 5 15 6 100
HMA2060 [ J 6 18 6 50
HMA2060E1 [ 6 18 6 75
HMA2060H [ 6 18 6 100
HMA2070 7 21 8 60
HMA2080 [ ] 8 24 8 60
HMA2080E1 8 24 8 75
HMA2080H 8 24 8 100
HMA2080M [ J 8 24 8 150
HMA2090 9 27 10 75
HMA2095 [ 915 28.5 10 75
HMA2100 [ ] 10 30 10 75
HMA2100H [ J 10 30 10 100
HMA2100M [ 10 30 10 150
HMA2110 1" 38 12 75
HMA2120 [ ] 12 36 12 75
HMA2120H [ J 12 36 12 100
HMA2120M [ 12 36 12 150
HMA2160 @ 16 48 16 100

HMA 3000 — CARBIDE END MILL §&5@i#s50 | B119
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Aluminum

HMA 2000251 U] i 2 %

The Cutting Data For HMA 2000 Series

Material Aluminum Co|

pper

H% (mm) Shank 4 6 8 10 12 16 20
#85% n (min) 15500 10500 8000 6400 5400 3900 3200
g% BAf# Slotted 800 900 1000 1100 950 950 900
gé falig Side 1200 1400 1600 1700 1500 1500 1300
I Cutting depth
BAE Slotted {832 Side

ap<0.5DC

—

DC

ap : BHEIIHIERE Axial depth of cutting
ac : fREIYIFE Radial depth of cutting
DC : 7J48 Diameter of cutting

B120 | CARBIDE END MILL $55fi8%7) — HMA 2000
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$8F8 3 ORISR

l HMA 3000 ForAIuminuml%L\lloy 3 Flutes End Mill @ @

Aluminum

DC DCON

- APMX
LF

PEY

sEE i

ERESE Model No

DCON

HMA3010 ° 1 3 4 50

HMA3015 ° 1.5 4.5 4 50

HMA3020 ° 2 6 4 50

HMA3025 ° 2.5 7.5 4 50

HMA3030 o 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 ° 11 33 12 75

HMA3120 ° 12 36 12 75

HMA3160 ° 16 48 16 100

HMA3200 ° 20 50 20 100

HMA3200L 160 ° 20 60 20 100

I SR L G G
The Cutting Data For HMA 3000 Series ~ Material SGAHulLlu (Cleglzin
EH& (mm) Shank 4 6 8 10 12 16 20
3% n (min) 15500 | 10500 | 8000 6400 5400 3900 3200
E- B Slotted 800 900 1000 | 1100 | 950 950 900
ER-
3§f fli& Side 1200 1400 1600 1700 1500 1500 1300
LIEIREE Cutting depth
BA#E Slotted 3% Side
ap=<0.5DC ap=2DC

DC ae<0.02~0.5DC

ap : BIEIIHEIRRE Axial depth of cutting
ae : REYIFE Radial depth of cutting
DC : 7J48 Diameter of cutting
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®0) 0
el €22 CHOIIY 9471 =

Aluminum
388 3 JDEE 2 BEPRSRIMIIEE D
l MUZ‘GMA 3000 ForAIuminL:m Alloy 3 Flutes Rounded Land Double Edge
Carbide End Mill

D({ IDCON
APMX ‘
| LF

EmB5E Model No

MU2-GMA3040 ° 4 12 4 50
MU2-GMA3040D6 ® 4 12 6 50
MU2-GMA3045L114 ® 45 14 6 50
MU2-GMA3050 ) 5 15 6 50
MU2-GMA3060 ° 6 18 6 50
MU2-GMA3080 ® 8 24 8 60
MU2-GMA3080E 1 ® 8 24 8 75
MU2-GMA3080H ® 8 24 8 100
MU2-GMA3080M ° 8 24 8 150
MU2-GMA3090L 124 ® 9 24 10 75
@ MU2-GMA3095L 124 ® 9.5 24 10 75
MU2-GMA3100 ® 10 30 10 75
MU2-GMA3100M ° 10 30 10 150
MU2-GMA3120 ° 12 36 12 75
MU2-GMA3120H ® 12 36 12 100
g MU2-GMA3120L150H ® 12 50 12 100
MU2-GMA3120L155H ° 12 55 12 100
MU2-GMA3120M 12 36 12 150
MU2-GMA3160 ® 16 48 16 100
MU2-GMA3200 ® 20 50 20 100
MU2-GMA 3000 R5I )12 8 wmrme
The Cutting Data For MU2-GMA 3000 Series WECUE - Aluminum Copper
B (mm) Shank 4 6 8 9 10 12 16 20
#83% n (min) 15500 | 10500 | 8000 | 7000 | 6400 | 5400 | 3900 3200
gg FA#E Slotted 800 900 1000 1050 1100 950 950 900
£
55 ;& Side 1200 1400 1600 1680 1700 1500 1500 1300
HIHIERE Cutting depth  BA## Slotted {38 Side

ap<0.5DC
ap : B EIEIFERE Axial depth of cutting
~bc ae<002-050¢  ac : fBMEIIHIFRE Radial depth of cutting
DC : 748 Diameter of cutting

B122 | CARBIDE END MILL $5§i#%7) —MU2-GMA 3000
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l MUZ'HMA 3000 For Aluminum Alloy 3 FlutleLs Rounded Land Double Edge @ @

Aluminum
Carbide End Mill

DCI DCON

PEY

RERER
EmB5E Model No

DCON
MU2-HMA3040 [} 4 12 4 50
MU2-HMA3050 [ ] 5 15 6 50
MU2-HMA3060 [ J 6 18 6 50
MU2-HMA3070 [} 7 21 8 60
MU2-HMA3080 [} 8 24 8 60
MU2-HMA3090 [} 9 27 10 75
MU2-HMA3100 [ J 10 30 10 75
MU2-HMA3120 [} 12 36 12 75
MU2-HMA3160 () 16 48 16 100

MU2-HMA 3000231 t) i1 22 8

The Cutting Data For MU2-HMA 3000 Series

Material Aluminum Copper

E1& (mm) Shank 4 6 8 10 12 16
#3% n (min) 15500 10500 8000 6400 5400 3900
g% R#E Slotted 800 900 1000 1100 950 950
?L'% fAli& Side 1200 1400 1600 1700 1500 1500

1DEIZRE Cutting depth
FAfE Slotted {32 Side

ap<0.5DC

DC

ap : BAEIIEIFERE Axial depth of cutting
ae : {EEHIHRE Radial depth of cutting
DC : 7J48 Diameter of cutting

MU2-HMA 3000 — CARBIDE END MILL 53350 | B123
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Aluminum
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' MUS'JMA 3000 For Aluminum Alloy 3¥Flutes Rounded Land Triple Edge End Mill @ @

DCI DCON

| APMX |

| _ PP¥

WEER

EmB5E Model No

DCON

MU3-JMA3040 [ J 4 12 4 50
MU3-JMA3050 [ ] 5 15 6 50
MU3-JMA3050D5 [ 5 15 5 50
MU3-JMA3060 [ 6 18 6 50
MU3-JMA3060E1 [ J 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 [ 16 80 16 150
MU3-JMA3200 [ ] 20 50 20 100
MU3-JMA3200L1110R [ 20 110 20 200
MU3-JMA3200L160R [ 20 60 20 200

et L G G
The Cutting Data For MU3-JMA 3000 Series Material W] Copper

& (mm) Shank 4 5 6 8 10 12 16 20
42 n (min) 15500 | 12800 | 10500 | 8000 | 6400 | 5400 | 3900 | 3200
3% | mmsotea | 1600 | 1600 | 900 | 1000 | 1100 | 950 | 950 | 900
%§ @i Side | 2300 | 2100 | 1400 | 1600 | 1700 | 1500 | 1500 | 1300

I Cutting depth
BH1E Slotted A8 Side

aps<0.5DC

DC

ap : BIEIIHEIRRE Axial depth of cutting
ae : REYIFE Radial depth of cutting
DC : 748 Diameter of cutting

B122 | CARBIDE END MILL $55fi#8%7) — MU3-JMA 3000



