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Jiangsu Weixiang Tool Manufacturing Co.,Ltd is a comprehensive carbide tool manufacturer with
production, sale and R&D. Within 30 years of industry operation, we believe that high reputation, good
guality and the overall high value of product and service are the vital elements for long term develop-
ment.

Located in the state level economic development zone of Dagang, beside the beautiful Yangzi River,
company is only 5 km to Tai-zhen highway entrance. For years of improvement, we are now have
CNC machine from ANCA and WALTER more than 10 pcs, in line with the ZOLLER inspection equip-
ment. Stock has always been kept in thousands quantity and specification to meet customer orders
everyday. Until 2014, sales branches have reached to Shandong, Jiangsu, Guangdong and Sichuan
province. Meanwhile we are granted for 10 years experience of OEM, with customers from Europe.
USA and Southeast Asian countries etc.

Our mainstream product ranges are : Solide Carbide end mills with 2/3/4/6 flutes, ball nose end mills,
corner radius end mills, long flute short neck end mills, and aluminum processing end mills, stainless
steel processing end mills. Beside, we also produce high quality center drill, spotting drill, and drill
bits. We guarantee that within the shortest delivery time we provide you with the best value products.

We sincerely welcome other global customers to order from us, nevertheless processing your
supplied materials is also accepted.
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Tool Materials
BHhERE&ME

Micro Grain Carbide is used in the tool material.

WP R RS SR

Super Micro Grain Carbide is used in the tool material.

Helix Angle
i A B A30°

Helix angle is 30°

8% e F £ 7335°

Helix angle is 35°

8% fiE F FEE /938°

Helix angle is 38°

HRB%&F% Coating Name

AITIN
~
TiSIiN
~

HREAREZAITIN
Coating Name is AITIN

HREARETISIN
Coating Name is TiSiN

)4|TE  Cutting Hardness

HRC P &l 5 E AHRC <45°
L&  cutting Hardness is HRC<45°
HRC YIEITEE AHRC <50°
L%  cutting Hardness is HRC<50°
7 % Number of Flute

- N H27)

-t Number of Flute is 2
'J.j N A3

)

MIAX The Types of Milling

@ i & Suitable for Side Milling

¥

Number of Flute is 3

i9¥EE% Suitable for Slotting

X
£
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BALNITX
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@ iM%k Suitable for Curved Surface Milling

1R RE A A45°

Helix angle is 45°

WRRE A & A55°

Helix angle is 55°

# B2 ENaNo Blue

Coating Name is NaNo Blue

BB EZMEBALNIT X
Coating Name is BALNIT X

V) #I58 E AHRC <55°
Cutting Hardness is HRC<55°

PIHITEE AHRC <63°
Cutting Hardness is HRC<63"

N A4

Number of Flute is 4

7 567)

Number of Flute is 6

#=-ijt BA/Description of Icons
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B R Content B & Content
#70%5l Milling Tool Series iBSEEH For Aluminum Alloy Processing

o 27) 3k 32§t 71 /2Flutes Square End Mill e
HR c s 4 5 3713kt T71/3Flutes Square End Mill ‘m P23
27) -3k 38 71/ 2Flutes Square End Mill | S — _
N ] s . S
47) 5L 31471 /4Flutes Square End Mill TS — P7 EHI Sl 2)/ecnites Ball Noss:Enc. Wl G P24
27) hn4€ 3k 3L L8k 71 /2Flutes Extra Long Ball Nose End Mill &S
27) 5k 3L 3L 8% 71 /2Flutes Ball Nose End Mill S —
27K 871 /4Flutes ExtraLong Ball Nose End Mill  Gag——=_ IS MBS For Stainless Steel Processing
27)[E 8 3%t 71/ 2Flutes Corner Radius End Mill | N — P9 271 F 3k 3L 71/ 2Flutes Square End Mill N P26
47) [E1 8 31 %t 71 /4Flutes Corner Radius End Mill Te— 47) 3L 3% 8% 71 /4Flutes Square End Mill B —
2714348 71 32 8% 71 /2Flutes Long Neck Short Flute End Mill ——=—=== pqq E LR (2ElutesiBall Hoss End M _ g — P27
2714 F4a 153k 318 71/ 2Flutes Long Neck Short Flute Ball Nose End Mill - 271 KBRSk L6k 7D /4Flutes Extra Long Ball Nose End Mill  Gailigl————
27) B8 3L 8t 71/ 2Flutes Corner Radius End Mill e —
y 3L i LSS — ; :
2/47)#} B L $ET)/ 2/4Flutes Taper Square End Mill P11 47 B 5871 /4Flutes Corner Radius End Mill P28
2/47) KB &4 BE 38 7] /2/4Flutes Taper Ball Nose End Mill =SS ‘E
HRC<50° ihi%%F5l Drilling & Reaming Tool Series
27) /5 & 3L Bk 71 /2Flutes Micro Flute End Mill = P13 & 1% RERRFE $4/High Performance Drill Bit S P30
- - = - . . N N N . m:
27) #4523k 2L 3L 8k 71 /2Flutes Micro Flute Ball Nose End Mill === miERER LSS (7R ) /High Performance Drill Bit (with coating )
271 F-3 3L 8k 71/ 2Flutes Square End Mill = 60REHILE5/60° Center Drill o — P31
47) 3 3k 3L 8 71 /4Flutes Square End Mill 'E P14 60,90/ 120/ 27) i 45/60° ,90° ,120° 2Flutes Spotting Drill s - —
27) 5k 3k 4% 71 /2Flutes Ball Nose End Mill o Cm— % %4 H #4271 /High Performance Straight Flute Reamer (= ——= p32
27 1< Bk 3Lt 71/ 2Flutes Extra Long Ball Nose End Mill e P15 = 14 AE SR HEHE % 71 /High Performance Helical Flute Reamer  (Zrsese———
2N 0 (2Ess Comer Fadlus End MU E E I — P1 6 Eiﬂﬂﬁﬁﬂﬂ Specially Produced Tool Series mIn Eﬁ ﬁl] Woodworking Tool Series
47)[El 5 3Lt 71 /4Flutes Corner Radius End Mill E
T35 7 55 H H E%éﬁﬁﬂ—Aﬂ
HRC< 5 5 °HR c< 6 3 ° g:;;iﬂ:::::;:?::':: SHEhll P34  Gang Drill with Solid Carbide Head -Type A
BEBRSSSSRRLUEHRN
271 331 8% 71 /2Flutes Square End Mill E P 18 TH! 7]/ T-slot Milling Cutter Solid Carbide Composite Corrugated Roughing End Mill
7 k72 i 3 i BIA&HH-BR
47) 331 8t 71/4Flutes Square End Mill E ;7] I*JREJNZIqutes R Inner Corne_r End Mill P35 Gane Drill with Solid Carbide Head ~Type B
718k 71/Single Flute End Mill o
2713k 3L ¥t 71 /2Flutes Ball Nose End Mill P19 EW# R4 7)/Straight shank Dovetail End Mill gﬁf cff,?,ide Straight Tool P35
27) i< BBk Sk Bt 71/ 2lutes Extra Long Ball Nose End Mill
m ] - ] jies P36
27) Bl 8 3%t 71/2Flutes Corner Radius End Mill on aE MD Eﬁjj NO" Standard CUtt'ng TOO' ser'es
47)[El 5 3Lt 71 /4Flutes Corner Radius End Mill m E“ﬁEE Cuttl'ng Data Parameters P37-40
67) 3k 3L 4% 71 /6Flutes Square End Mill > - . .
671 n4& 3k 3Lt 71 /6Flutes Extra Long Square End Mill P21 ﬁnﬁ mEl-‘ Techno,ogy Information of End Mill P4o'43
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iﬁ ]] ﬁ gu 1‘% 27) 38k 7]  2Flutes Square End Mill

S b —
Mﬁgﬁﬁ F m 47)FL31%T]  4Flutes Square End Mill
HIRESES®

OEHTHEN. £, HRC45° LUTRELIHI
Apply to cutting carbon steel. alloy steel and below HRC45° steel - - =
OE IR, BN ERR, NARIKLYT, ERAEGEK MG @7 SITIN 28 - g @ W
Via special design smoothen cutting process, better tool rigidity thus longer working life N7 NN N ~~
OETINSEREBREMMEANTIISHEE, SRERE/FEINI
Can realize from roughing machining with high metal removal rate to finishing machining 9]& 2‘&
with high surface quality Flute Length(l) | Overall Length(L)

=
D
w
8
=
(=2}
=
=

Qs LI mAER/NE0 2K, AETHSEAREND I TEEERMLT A 1 4 3 50
Minimum product diameter to 0.2mm, even the subtle part processing of component can
be easily accomplished 1.5 4 4 30
® R AEIERIHRCAS® W TR R 2 4 2 20
Use the coating type specialized to process hardness below HRC45° steel. 2:.35 j g gg
HEe 4 10 50
o 4 11 50
1 6 3 50
1.5 6 4 50
2 6 5 50
2.5 6 6 50
RER 3 6 8 50
3.5 6 10 50
Standard 4 6 11 50
5 6 18 50
6 6 S 50
7 8 a s 60
8 8 20 60
10 10 25 75
| 12 30 Sl
14 14 35 100
16 16 40 100
18 18 40 100
20 20 40 100
S 4 20 75
6 6 i R
7 8 25 75
8 8 30 i
£ 4 25 100
6 6 30 100
J] 8 8 35 100
hnies 10 10 40 100
Extra Long 12 12 45 100
8 8 40 150
10 10 50 150
1| 17 50 150
16 16 70 150
18 18 80 150
20 20 80 150
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278k 8k N 2Flutes Ball Nose End Mill 271B23%J]  2Flutes Corner Radius End Mill

D

= 8
g 27)N4<EkL3r 8% 7] 2Flutes Extra Long Ball Nose End Mill AJ)EIR3I%7]  4Flutes Corner Radius End Mill 5
5 g
w & o
g_ —T1|a F =
3 L =
L >!
MG AITIN HRC ‘ MG AITIN HRC = @ @
~ @ v ~ @ ~ \9 - ‘ L4
neE W& DIk S
Flute Diameter(d) Radlus{R] Shank Diameter(D)| Flute Length(l) | Overall Length(L)
R0.5 4 2 50 4 RO.2 4 8 50
R0.75 4 3 50 : R0.5> . g 20
R1 4 4 50 5 R0.2 6 12 50
R1.25 4 5 50 6 RO5 6 12 50
R1.5 4 6 50 6 R1 6 12 50
R1.75 4 7 50 8 R0.5 8 16 60
R2 4 8 50 8 R1 8 16 60
. 05 5 5 50 _ 8 R1.5 8 16 60
*I'.Flﬁg! R0O.75 6 3 50 *ﬂi:ﬁﬂ 10 R0.5 10 20 75
R & 3 %0 10 R1 10 20 75
Standard Standard 10 R15 10 20 75
R15 6 6 50
. 10 R2 10 20 75
R2 6 8 50 10 R25 10 20 75
R25 6 10 50 10 R3 10 20 75
R3 6 i 50 12 R0.5 12 24 75
R4 8 16 60 5 Ri5 15 7 2
1 1. 75
Eg ]g gg ;g 12 RD 12 24 75
2 R2.5 12 24 75
R8 16 30 100 12 R3 12 24 75
R10 20 30 100 4 R0.2 4 8 75
R0.5 4 2 75 4 R0.5 4 8 75
B = < i g R%12 g 182 ;g
R1 L 4 5 6 RO.5 6 e 75
R15 4 6 75 e R e 5
R2 4 8 75 12
6 R1.5 6 12 75
RO.5 6 2 75 8 RO.5 8 16 100
R0.75 6 3 75 8 R1 8 16 100
R1 6 4 75 8 R1.5 8 16 100
hnjc® R15 3 6 75 i< 180 RR(’}25 180 16 100
: 20 100
Extra Long R2 6 8 75 Extra Long 10 R1 10 20 100
R2.5 6 10 75 10 R15 10 20 100
R3 6 12 75 10 R2 10 20 100
R2 4 8 100 10 R25 10 20 100
R3 6 12 100 10 R3 10 20 100
R4 8 16 100 ]g RF%S g %ﬂ 100
100
RS 10 20 100 12 R15 12 24 100
R6 12 24 100 12 R2 12 24 100
RS 16 30 150
12 R25 12 24 100
R10 20 30 150 12 R3 ' 24 100
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WEIX"\ Hrcs45® _____ HRcsd5°)

271K 7) L8k 7D 271K KL 8T 2/4A7)FHELBET) 2/47) 3R BIFL EESL L T)
2Flutes Long Neck Short Flute End Mill  2Flutes Long Neck Short Flute Ball Nose End Mill 2/4Flutes Taper Square End Mill 2/4 Flutes Taper Ball Nose End Mill

= 8
5 11 B BL 3
=3 | | | [~JA e
w < > | L ‘ — e L : > R g’
g_ < > < ol " £
& =

TETS=

NE W& Nk

Flute Shank Flute

Diameter(d) | Diameter(D) (Length(l1)| Length(l) | Length(L)

¥

AEK

2%
Effectabe | Overall

MG A

A e 4
&

NE
Flute

AITiIN HRC =

» 45

Shank

Flute

Nk | BAK

25
Effectabe | Overall
Diameter(d) | Diameter(D) (Length(l1)| Length(l) [ Length(L)

MG &

AITIN HRC =
A

Diameter(D)

Overall
LengthiL)

Diameter|(d)

AITIN HRC =
> 45
~NO P

Diameter(D)

-~ qv

<

Overall
Length(L)

£k

04 4 0.6 2 50 RO.2 4 0.6 2 50
04 4 0.6 4 50 RO.2 4 0.6 4 50
0.5 4 0.8 2 50 R0.25 4 0.8 2 50
0.5 4 0.8 4 50 R0.25 4 0.8 4 50
0.5 4 0.8 6 50 R0.25 4 0.8 6 50
0.6 4 1 2 50 R0.3 4 1 2 50
0.6 4 1 4 50 R0.3 4 1 4 50
0.6 4 1 6 50 R0.3 4 1 6 50
0.6 s 1 8 50 R0.3 4 1 8 50
0.8 4 2 3 50 R0.4 4 il.22 3 50
0.8 4 1.2 4 50 R0.4 4 1.2 4 50
0.8 4 i 6 50 R0.4 4 1.2 6 50
0.8 s 1.2 8 50 R0.4 4 1.2 8 50
0.8 4 2 10 50 R0.4 4 1122 10 50
1 4 1.2 4 50 R0O.5 4 1.2 4 50
1 4 1.2 6 50 R0O.5 4 1.2 6 50
1 4 1.2 8 50 R0O.5 4 1.2 8 50
1 4 12 10 50 R0O.5 4 12 10 50
1 4 1.2 12 50 R0O.5 4 1.2 12 50
S 4 -7 4 50 R0.75 4 1.7 4 50
1.5 4 1.7 6 50 R0.75 4 1.7 6 50
1.5 4 17 8 50 R0.75 4 17 8 50
1.5 4 1.7 10 50 R0.75 4 1.7 10 50
1.5 4 1.7 12 50 R0.75 4 1.7 12 50
2 4 2.2 6 50 R1.0 4 2.2 6 50
2 4 2.2 8 50 R1.0 4 2.7 8 50
2 4 2.2 10 50 R1.0 4 2.2 10 50
2 4 2.2 12 50 R1.0 4 2.2 12 50
2 4 2.2 14 50 R1.0 4 2.2 14 50
2 4 2.2 16 {75} R1.0 4 2.7 16 75
3 4 3.2 8 50 R1.5 4 3.2 8 50
3 4 212 10 20 R1.5 4 =12 10 50
3 4 3.2 12 20 R1.5 4 3.2 12 50
3 4 3.2 14 10 R1.5 4 212 14 50
3 4 3.2 16 i R1.5 4 3.2 16 75
3 4 212 20 IS R1.5 4 212 20 75
4 6 4.2 12 20 R2.0 6 4.2 12 50
4 6 4.2 14 20 R2.0 6 4.2 14 50
4 6 4.2 16 i R2.0 6 4.2 16 75
4 6 4.2 20 1453 R2.0 6 4.2 20 75
4 6 4.2 25 75 R2.0 6 4.2 25 75
GG Y] .7 %51 Miling Tool Series

1.0/R0.5 1.07 4 0.5 50 4.0/R2.0 4.52 6 1 50
1.0/R0.5 1.14 4 1 50 4.0/R2.0 4.79 6 il.5] 50
1.0/R0.5 1.21 4 1.5 50 4.0/R2.0 5.02 6 2 50
1.0/R0.5 1.28 4 2 50 4.0/R2.0 5.31 6 285 50
1.0/R0.5 1.35 4 2.5 50 4.0/R2.0 5.37 6 3 50
1.0/R0.5 1.42 4 3 50 4.0/R2.0 6.62 8 D) 60
1.0/R0.5 1.7 4 5 50 4.0/R2.0 8 8 7 60
1.0/R0.5 1.98 4 i 50 4.0/R2.0 10 10 10 75
1.0/R0.5 2.41 4 10 50 5.0/R2.5 5.34 6 0.5 60
1.5/R0.75 1.59 4 0.5 50 5.0/R2.5 5.7 6 1 60
1.5/R0.75 1.68 4 1 50 5.0/R2.5 6 6 1.5 60
1.5/R0.75 1.76 4 = 50 5.0/R2.5 6.39 8 2 60
1.5/R0.75 1.85 4 2 50 5.0/R2.5 6.74 8 2.5 60
1.5/R0.75 1.93 4 2.5 50 5.0/R2.5 71 8 3 60
1.5/R0.75 2.02 4 3 50 5.0/R2.5 8.5 10 5 75
1.5/R0.75 23T 4 5 50 5.0/R2.5 10 10 7 75
2.0/R1.0 2.1 4 0.5 50 5.0/R2.5 12 12 10 75
2.0/R1.0 25241 4 1 50 6.0/R3.0 6.33 8 BES) 60
2.0/R1.0 2.31 4 1.5 50 6.0/R3.0 6.7 8 1 60
2.0/R1.0 2.41 4 2 50 6.0/R3.0 7.05 8 il.5] 60
2.0/R1.0 2.52 4 2D 50 6.0/R3.0 7.4 8 2 60
2.0/R1.0 2.62 4 2} 50 6.0/R3.0 S 8 285 60
2.0/R1.0 3.05 4 5 50 6.0/R3.0 8.1 10 3 75
2.0/R1.0 3.47 4 7 50 6.0/R3.0 9.5 10 3 75
2.0/R1.0 1.1 6 10 50 6.0/R3.0 11 12 i 75
2.5/R1.25 2.64 4 0.5 50 6.0/R3.0 14 14 10 75
2.5/R1.25 2.78 4 1 50 8.0/R4.0 8.44 10 0.5 75
2.5/R1.25 2.91 4 1.5 50 8.0/R4.0 8.87 10 1 5
2.5/R1.25 3.05 4 2 50 8.0/R4.0 9.32 10 1.5 75
2.5/R1.25 S 4 25 50 8.0/R4.0 oS 10 2 75
2.5/R1.25 3.33 4 3 50 8.0/R4.0 10.62 12 3 75
2.5/R1.25 3.9 4 ) 20 8.0/R4.0 12.37 14 5 75
3.0/R1.5 3.17 6 0.5 20 8.0/R4.0 14 16 i 100
3.0/R1.5 3.35 6 1 20 8.0/R4.0 18 18 10 100
3.0/R1.5 3.52 6 1.5 50 10.0/R5.0 | 10.61 12 0.5 75
3.0/R1.5 3.69 6 2 20 10.0/R5.0 | 11.22 12 1 7
3.0/R1.5 3.87 6 2:5 50 10.0/R5.0 | 11.83 12 1.5 75
3.0/R1.5 4.05 6 3 20 10.0/R5.0 | 13.06 14 2 7
3.0/R1.5 4.75 6 5 50 10.0/R5.0 | 13.67 14 3 75
3.0/R1.5 6 6 7 20 10.0/R5.0 16 16 D) 100
3.0/R1.5 6.52 8 10 50

4.0/R2.0 4.26 6 0.5 50
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2Flutes Micro Flute End Mill 2Flutes Micro Flute Ball Nose End Mill

MillinggTniooIESerie's — -

L) ___________ Hrcs50°/TERY"

< = Bk ;
d:cm% _______________ E djm@’ _____________ ﬂhLE ‘g
H/RC<'50% —— — |
E
CEES~PY BEED~

QO EATEEEREMN (HRC=50" ) #laystdl 7 7 7 7
Apply to High hardness mold steel ( HRC=50° ) materials ng L A & e Nk

OHE . i i, KRS NEEHEY, SESENTHERTEYE Flute Shank Flute Overall Flute Shank Flute Overall
The design of Chip groove, Helix angle has highly improved the ability of chip Diameter(d) | Diameter(D)| Length(l) Length(L) Diameter(d) | Diameter(D) | Length(l) Length(L)
removal, meanwhile stabilized tool during high speed machining.

@5/N0.2mm, BMEZ AR MRER S 0 THPRRIR A SE 3R 0.2 4 04 50 RO.1 4 04 50
Minimum product diameter 0.2mm, even the subtle part of work piece can be 03 4 06 50 R0O.15 4 0.6 50
easily accomplished.

O % 7% R BB I TR KRR O 4 0.8 >0 Ak 4 08 >0
Specialized Nano TiSiN coating to process high hardness mold material 0.5 4 1.0 20 R0.25 3 1.0 20

0.6 4 1.2 50 R0O.3 4 1.2 50
0.7 4 1.4 50 R0.35 4 1.4 50
0.8 4 1.6 50 R0.4 4 1.6 50
0.9 4 1.8 50 R0.45 4 1.8 50

Page 13«



TERY'

27) L3 8k7]  2Flutes Square End Mill 2718k 70 2Flutes Ball Nose End Mill
- e _ —
B N — o
e Se— e S C— ——)
A7) FELr8ET]  4Flutes Square End Mill 27)hn4<Ek L4k 7] 2Flutes Extra Long Ball Nose End Mill

sS— - - g

L

= 8
= =
= [T

« (7]
3 3
= =
w =]
@ =
=, =
o =
bid =

‘ainy HRC' & ah ) ey HRC =
MG 4] Tisin BRC - "@@ MG 4] Tisin BRS -

Y

N SN NN N SN NN
NE WE £k
Flute Length(l) Length Flute Diameter(d) | Shank Diameter(D)
1 4 3 50 R0.5 4 2 50
15 4 4 50 R0.75 4 3 50
] 4 5 50 R1 4 4 50
2.5 4 6 50 R1.25 4 5 50
3 4 8 50 R15 4 6 50
3.5 4 10 50 R1.75 4 7 50
4 4 11 50 R2 4 8 50
1 6 3 50 - 05 6 2 50
15 6 4 50 FRER RO 75 6 3 50
- 2 6 ) 50 R1 B 4 50
FRER 25 6 6 50 Standard e 5 5 20
Standard 3 6 8 20 R2 6 8 50
3.5 6 10 50 R25 6 10 50
= 6 1 50 R3 6 12 50
S 6 13 50 R4 8 16 60
6 6 15 50 R5 10 20 75
4 e 17 60 R6 12 24 75
8 8 20 60
RS 16 30 100
10 10 25 75
R10 20 30 100
e 12 30 75
R0.5 4 B 75
14 14 35 100
R0.75 4 3 75
16 16 40 100
R1 4 4 75
18 18 40 100
15 4 6 75
20 20 40 100
R2 4 8 75
4 4 20 75
R0.5 6 2 75
6 6 25 75
R0.75 6 3 75
7 8 25 75 2 2 2 A
i 8 20 2 kB R15 6 6 75
4 4 25 100
6 6 30 100 Extra Long R2 6 8 75
fnicB 8 8 35 100 R2.5 g ]g ;g
Extra Lon 10 10 40 100 R3
9 12 12 45 100 R2 4 8 100
8 8 40 150 R3 6 12 100
10 10 50 150 R4 8 16 100
12 12 50 150 R5 10 20 100
16 16 70 150 R6 ) 24 100
18 18 80 150 RS 16 30 150
20 20 80 150 R10 20 30 150
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271 B 2%k 7] 2Flutes Corner Radius End Mill
H
|
|

L

- >
< >

TERY'\ Hrcsso°

=
= 47]1E RN 4Flutes Corner Radius End Mill
[{=]
3 B,
3 .
2 TS Ie
3 m— |
MG TISIN WS e A
N @ v wv Wv
2K
Length Flute Diameter(d) Radius((R) Shank Diameter(D) | Flute Length(l) | Overall Length(L)
. R0 .2 4 8 50
. RO 5 . 8 50
V. R1 4 8 50
6 R0.2 6 12 50
6 RO.5 6 12 50
6 R1 6 12 50
8 R0O.5 8 16 60
o s e |
= i T 8 R1.5 8
s L A0 " - i
Standard 10 R15 10 20 75
10 R2 10 20 75
10 R2.5 10 20 75
10 R3 10 20 75
12 R0.5 12 24 75
12 R1 12 24 75
12 R1.5 12 24 75
12 R2 12 24 75
12 R2.5 12 24 T
12 R3 12 24 75
4 R0.2 4 8 75
4 R0.5 4 8 75
4 R1 4 8 75
6 R0O.2 6 12 15
6 R0.5 6 12 75
6 R1 6 12 75
6 R1.5 6 12 75
8 R0O.5 8 16 100
8 R1 8 16 100
8 R1.5 8 12 188
. 8 R2 8
B 10 R0.5 10 20 188
10 R1 10 20
Extra Long 10 R15 10 20 100
10 R2 10 20 100
10 R2.5 10 20 100
10 R3 10 20 100
12 R0O.5 12 24 100
12 R1 12 24 100
12 R1.5 12 24 100
12 R2 12 24 100
12 R2.5 12 24 100
12 R3 12 24 100

> Page 16
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MillingkliooIfSerie’s
HRCSI55RNHRC< 63N

@EHTHRC=55° M. BHEEKAN (HRC=63° ) #EIHH]
Apply to super hardness HRC=55° . HRC=63" steel milling

O RMPA KE RS EBE, ERNMEEME T RESETEES
Solide carbide alloy matrix of super fine particle, combined the abrasive resistance
and cutting blade intensity of the cutting perfectly

O ERIEEBEEZEMFMT, RATAGR, FET IEMRIMERHEIIRE, ™18
MBFREEES], EHETIRENYIHSHBEMIEE
Under the premise of sufficient room for chip removal, adopting big core diameter,
balancing the rigidity and chip removing function, under strict and scientific groove
control, making cutting and chip removing more stable.

O X ABRENE X HEMRIIHIAIRERIBALINIT XiR/E
Use high quality BALINIT X coating type specialized to process super hard steel.




“\ HRCs55° HRC<63° HRcs55° HRcs63° [TERY"

27)FEL3r k7] 2Flutes Square End Mill 2718k 70 2Flutes Ball Nose End Mill
. — S B
N O e —
' v
p L _
- Ll L »>
= ) 5L 3 &k . . _ 3
Bl 47)FLILFT])  4Flutes Square End Mill 271N BIFKRLHET] 2Flutes Extra Long Ball Nose End Mill 5
3 < . S
: eSS 2 .
S —+la 2
| 2 L :!
BTS¢ MEmEELLF
Wiz 2K
Flute Length(l) | Overall Length(L) Flute Diameter(d) [Shank Diameter(D)
1 4 3 50 RO.5 4 2 50
15 4 4 50 R0.75 4 3 50
2 4 5 50 R1 4 4 50
25 4 6 50 R1.25 4 5 50
3 4 8 50 R15 4 6 50
35 4 10 50 R1.75 4 T 50
4 4 11 50 R2 4 8 50
1 6 3 50 . 05 6 2 50
5 0 4 50 i R0.75 6 3 50
3 — Standard R1 6 4 50
25 6 6 50 R15 6 6 50
iR < 6 8 50 R2 6 8 50
Standard a2 6 10 20 R2.5 6 10 50
R3 6 12 50
S 6 13 50 R4 8 16 60
6 6 15 50 R5 10 20 75
L 8 17 60 R6 12 24 75
2 8 20 60 RS 16 30 100
10 10 25 75
R10 20 30 100
12 12 30 75 e 4 > -
14 14 35 100 RO Z < 2
16 16 40 100 Y i 3 2
18 18 40 100 K . 2 ]
20 20 40 100 R0 7 8 75
4 4 20 75
5 5 b= 2 RO.5 6 2 75
7 3 oe 2 R0.75 6 3 75
R 6 4 75
8 8 30 75 y
4 4 55 T hnicE R15 6 6 75
6 6 30 100 Extra Long R2 6 8 75
fndcE 8 8 35 100 il 6 10 s
10 10 40 100 R3 6 12 75
Extra Long 12 12 45 100 R2 4 8 100
8 8 40 150 R3 6 12 100
10 10 50 150 R4 8 16 100
12 12 50 150 R5 10 20 100
16 16 70 150 R6 12 24 100
18 18 80 150 RS 16 30 150
20 20 80 150 R10 20 30 150
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“\ HRCs55° HRC<63° HRcs55° HRcs63° [TERY"

271EI23i%k7)  2Flutes Corner Radius End Mill 6 71 315k 7] 6Flutes Square End Mill
TS — ID
P S e I SN
— .
= ’ y 8
g A7) EIR38T) 4Flutes Corner Radius End Mill 671 IN{<FE Lk 7)  6Flutes Extra Long Square End Mill 5
g B, 8
@ [ = T >
] S == — == E
) 4'—»| L j—|>| L N =
HRC HRC h HRC HRC *"._)
S~y sie i wn ¥ e 2
N B2 i Mk 2k
Length Flute Diameter(d) Radius(R) Shank Diameter(D)| Flute Length(l) | Overall Length(L)
4 R0O.2 4 8 50
y R0.5 4 8 50 L 4 3 20
15 4 4 50
y R1 4 8 50 5 2 5 20
6 R0.2 6 12 50 = 4 > 2y
6 RO.5 6 12 50 :
6 R1 6 12 50 3 4 8 50
8 RO.5 8 16 60 35 4 10 50
8 R1 8 16 60 4 4 11 50
_ 8 R1.5 8 16 60 1 6 3 50
RiER 10 R0.5 10 20 75 15 6 4 50
10 R1 10 20 75 5 6 5 50
Standard 10 R1.5 10 20 75 55 6 6 50
10 R2 10 20 75 — i 701 3 = 8 25
10 R25 10 20 75 iR
10 R3 10 20 75 Standard 3.5 6 10 50
12 RO.5 12 24 75 andar 4 6 11 50
12 R1 12 24 75 5 6 13 50
12 R1.5 12 24 75 6 6 15 50
15 o5 5 i = z 8 17 80
1 :
12 R3 12 24 75 180 180 %g ?g
4 R0.D 4 8 75
2 T : : = B 12 30 75
H X ) 8 7 14 14 35 100
6 R0.2 6 12 75 16 16 40 100
6 R0O.5 6 1z 75 18 18 40 100
6 R1 6 12 75 20 20 40 100
g Egg g 1% 17050 E : 23 L2
e e : : z
. 100
R 8 ) 8 16 100 3 8 30 5
Extra L 10 R0.5 10 20 100 4 25 100
Xira Long 10 R1 10 20 100 6 6 30 100
10 R1.5 10 20 100 i< R 8 8 35 100
10 R2 10 20 100 10 10 40 100
1 B 0 A 188 SRS 12 12 45 100
12 RO.5 12 24 100 180 180 28 128
12 R1 12 24 100 19 19 20 =
12 R1.5 12 24 100 T T
12 R2 12 24 100 70 150
12 R25 12 24 100 18 18 80 150
12 R3 12 24 100 20 20 80 150
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MillinghTioolfSeries,

wmsEEH
EorgAluminumyAlloyJProcessing

QOEATHMZ=MXR., RE. BF., UEAESRSEMEIMT
Apply to process aluminum alloy used in aerospace. IT. machine etc.

O455)i& i RS, HEERS SHOEEEE, HBmaEfma;
Special design of the flute structure for better chip removal;Special
helical groove for increasing intensity and rigidity

Qi EEBTEELX, HHEFRREEIMT

Bigger chip space that suits cavity processing well

E£EHMH For Aluminum Alloy Processing

27) FL 3587 2Flutes Square End Mill
. e 5L
| i
37 FLE N 3Flutes Square End Mill
—— RS

R AR AN )

nE ‘ i ‘ N ‘ 2K
Flute Diameter(d) [Shank Diameter(D)| Flute Length(l) | Overall Length(L)
1 4 3 50
1 4 45 50
2 4 6 50
25 4 7 50
3 4 8 50
4 4 11 50
R 5 6 13 50
6 6 15 50
Standard 7 3 18 60
8 8 20 60
9 10 23 P
10 10 28 i
11 12 28 5
12 12 30 Fis
16 16 40 100
20 20 40 100
4 4 16 ¥5
5 6 20 75
6 6 25 i
8 8 30 75
4 4 20 100
5 6 28 100
e 6 6 30 100
8 8 35 100
Exthatong 10 10 40 100
12 12 45 100
8 8 40 150
10 10 50 150
12 12 50 150
16 16 70 150
20 20 80 150
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=S EEH For Aluminum Alloy Processing

2713k I ET) 2Flutes Ball Nose End Mill iﬁ ]:I ﬁ gu 1V'LEEF?Y(

n ) MmENEH
A lis EorStainlessiSteel|Processing

O EATHREMERAEN. BRAE. KESFHMIHEASH
Apply to milling stainless steel. high temperature alloy . hard-to—process material etc.
in areospace industry.
Overall Length(L) O KRiEmMBT AT, PIHIZIER, MASFH T NRCRFTIDEIIEI AT TIREZ M, KIRRFAmEME
Big helical angel and rake design sharpen cutting edge and special edge shape can resist the

D’

v

27) hn<EKLSI8E7]  2Flutes Extra Long Ball Nose End Mill

=
=
@
g
=
w
@
=1
@
7]

Length Flute Diameter(d) | Shank Diameter(D) | Flute Length(l)

K ‘ NE | W& ‘ s ‘

RO.5 4 2 50 infulence of cutting heat to tool nose, promoting the wear resistance singificantly

RO.75 4 3 0 OLXMERE . HRARBOHMI, MIAFXSH, AR
R1 4 < 50 Can realise high pricison. high suface qulity driven finishing, widely used in various processing methods

RiIE25 4 5 50 @ = F Y% B (Specialized coating option)

R1.5 ! 6 50 FKATNHHARERNTHENARESRE

R1.75 4 7 50 Use Nano Blue coating specialized to process stainless steel materials
R2 4 8 50

s 0.5 6 7 50
L R0.75 6 3 50
R1 6 - 50
Standard TN = = 20

R2 6 8 50

R2.5 6 10 50
R3 6 i 50
R4 8 16 60
R5 10 20 T
R6 12 24 ]
R8 16 30 100

R10 20 30 100

RO.5 £t 2 T

R0O.75 o 3 ]
R1 4 - T
1.2 4 6 ]
R2 4 8 T

RO.5 6 2 75

R0O.75 6 = T
R1 6 - o

hncE R1.5 6 6 75
Extra Long R2 6 8 75

R 6 10 T
R3 6 12 75
R2 4 8 100
R3 6 12 100
R4 8 16 100
R5 10 20 100
R6 12 24 100
R8 16 30 150

R10 20 30 150
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MIBINEH  For stainless Steel Processing

TI_l i% i 5 Fﬁ For Stainless Steel Processing

2Flutes Square End Mill

27) 88 7]

A7) FS k7

4Flutes Square End Mill

K

Flute Length(l)

2K
Overall Length(L)

2713k 38k T)

2Flutes Ball Nose End Mill

me @ G <~

1 4 3 50

15 4 4 50

2 4 5 50

25 4 6 50

3 4 8 50

35 4 10 50

4 4 11 50

1 6 3 50

15 6 4 50

2 6 5 50

25 6 6 50

R 335 6 8 50
. 6 10

Standard 4 6 1 gg

5 6 13 50

6 6 15 50

7 8 17 60

8 8 20 60

10 10 25 75

12 12 30 75

14 14 35 100

16 16 40 100

18 18 40 100

20 20 40 100

4 4 20 75

6 6 25 75

7 8 25 75

8 8 30 75

4 4 25 100

6 6 30 100

y 8 8 35 100

micE 10 10 40 100

Extra Long 1= 12 45 100

8 8 40 150

10 10 50 150

i D 50 150

16 16 70 150

18 18 80 150

20 20 80 150

N
IR 2K
Flute Diameter(d) [Shank Diameter(D)| Flute Length(l) | Overall Length(L)
R0O.5 4 2 50
RO.75 4 3 50
R1 4 4 50
R1.25 4 ) 50
R1.5 4 6 50
R1.75 4 i 50
R2 4 8 50
e 05 6 2. 50
iR RO.75 6 3 50
Standard R1 6 e 20
R1.5 6 6 50
R2 6 8 50
R2.5 6 10 50
R3 6 12 50
R4 8 16 60
R5 10 20 75
R6 12 24 75
R8 16 30 100
R10 20 30 100
R0O.5 4 2 75
RO.75 4 3 75
R1 4 4 75
1.5 4 6 75
R2 4 8 75
R0O.5 6 2 75
RO.75 6 3 75
R1 6 4 75
hnicE R15 6 6 75
Extra Long R2 6 8 75
R2.5 6 10 75
R3 6 12 75
R2 4 8 100
R3 6 12 100
R4 8 16 100
R5 10 20 100
R6 12 24 100
R8 16 30 150
R10 20 30 150
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MBINEHMH For stainless Steel Processing

271 B 82387

A7) [E R8T

Mo ' e - <

r

2Flutes Corner Radius End Mill

4Flutes Corner Radius End Mill

N
RE W& DIk S 24
Length Flute Diameter(d) Radius(R) Shank Diameter(D)| Flute Length(l) | Overall Length(L)
4 R0.2 4 8 50
4 RO.5 4 8 50
4 R1 4 8 50
6 R0.2 6 12 50
6 R0O.5 6 12 50
6 R1 6 12 50
8 R0O.5 8 16 60
8 R1 8 16 60
o 8 R1.5 8 16 60
FRfERY 10 RO.5 10 20 75
10 R1 10 20 75
Standard 10 R15 10 20 75
10 R2 10 20 75
10 R25 10 20 75
10 R3 10 20 75
12 R0O.5 12 24 75
12 R1 12 24 75
12 R15 iz 24 75
12 R2 12 24 75
12 R25 12 24 75
12 R3 12 24 75
4 RO.2 4 8 75
4 RO.5 4 8 75
4 R1 4 8 75
6 R0.2 6 12 75
6 R0O.5 6 12 75
6 R1 6 12 75
6 R15 6 12 75
8 R0O.5 8 16 100
; R15 5 18 100
] 100
s 8 R2 8 16 100
10 R0O.5 10 20 100
Extra Long 10 Ri 10 20 100
10 R1.5 10 20 100
10 R2 10 20 100
10 R25 10 20 100
10 R3 10 20 100
12 R0O.5 12 24 100
12 R1 Iz 24 100
12 R1.5 12 24 100
12 R2 12 24 100
12 R25 12 24 100
12 R3 e 24 100
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WEI x - #HEFI Drilling & Reaming Tool Series WmERI Drilling & Reaming Tool Series WEI x -

PERERRTE5G High Performance Drill Bit 60/ Rl i 607,905,120 2 7] i€ i 4

o 60° Center Drill 60° ,90° ,120° 2Flutes Spotting Drill
S =SSO O lo

— e ——. S

ok

< >
< >

S MERERETESE (2B ) High Performance Drill Bit (with coating )

v 60° —_—
— b 4 .
_ =S RASS £
LI R——— —— i L - = |
p——" |
z HRC HRC HRC HRC HRC
BETZTET T =¥ R

NE W& kS 3 3 NE W& DIES 2%
A _ Flute Shank Flute Overall Flute Shank Flute Overall
Size(mm) Size(mm) Diameter(d) | Diameter(D) | Length(l) Length(L) J Diameter(d) | Diameter(D) | Length(l) | Length(L)
0.4 4.4 0.5 3 0.8 50 20 ) 4 50
0.5 4.5 08 3 i3 50 3.0 3 6 50
25 5 1.0 4 16 50 4.0 4 8 50
08 18 1.25 4 20 50 5.0 5 10 50
0.9 4.9 15 4 25 50 6.0 6 12 50
1.0 5.0 0 6 3.0 50 8.0 8 16 60
1 ; g; 25 6 35 50 10.0 10 20 75
o 25 3.0 8 4.0 60 12.0 2 20 75
14 54 3.15 8 40 60 3.0 5 6 75
15 55 40 10 5.0 75 40 4 8 75
1-? g-g 5.0 12 65 75 5.0 5 10 75
e 70 6.0 6 12 75
19 75 8.0 8 16 75
2.0 8.0 40 4 8 100
2.1 8.5 5.0 5 10 100
%% g-g 6.0 6 12 100
54 100 8.0 8 16 100
25 105 10.0 10 20 100
26 11.0 12.0 12 20 100
g-g gg 6.0 6 12 150
59 155 8.0 8 16 150
3.0 13.0 10.0 10 20 150
3.1 135 12.0 12 20 150
g% ]Ig-g 16.0 16 25 150
34 180 20.0 20 25 150
35 17.0
3.6 18.0
W4 19.0
3.8 20.0
3.9 25100
40 220
4.1 230
42 24.0
43 25.0

gl = To[SIRT0] &5 251 Drilling & Reaming Tool Series $h5%31/Driling & Reaming Tool Series JIS-Te SHCERL



WEI x - iﬁ i§ ﬁ ﬁlj Drilling & Reaming Tool Series

MREEL D High Performance Reamer
MAEEIERJ] High Performance Straight Flute Reamer

BHTDBR/MINE @

oo} a

.
| ———— ——————

S EREIRNEIE4SL 7] High Performance Helical Flute Reamer speC’a"ly P.rOduced Too's
(== Woodworkingalools

HRC HRC HRC
» 45, » 55 » 63

p3k g
Slze(mm) Slze(mm)
0 7 4 7
0.8 4.8
0.9 4.9
1.0 5.0
1.1 5.1
1z 5.2
1.3 5.3
14 5.4
15 5.5
1.6 6.0
1.7 6.5
1.8 7.0
1.9 7.5
2.0 8.0
2.1 8.5
Nz 9.0
2.3 9.5
24 10.0
2.5 10.5
2.6 11.0
27 11.5
2.8 12.0
2.9 12.5
3.0 13.0
3.1 13.5
3.2 14.0
3.3 15.0
34 16.0
3.5 17.0
3.6 18.0
37 19.0
3.8 20.0
3.9 21.0
4.0 22.0
4.1 23.0
42 24.0
4.3 25.0

4.4

| gl S=To IV £5:45%51) Driling & Reaming Tool Series
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WEI x - E ﬁ“ D E / TF. I ]] E ﬁ gu Specially Produced Tool & Woodworking Tool Series
F5 4R E

47)i 73187
4 Flutes Roughing End Mill

dLM“f Il

Solid Carbide Rods

A MG Amin SRS «b MG SMG
DT U g S <F &

NE Wiz Nk 214(1) 2K(2)
Flute Shank Flute Overall Shank Overall Overall
Diameter(d) | Diameter(D) | Length(l) Length(L) Diameter(D) Length 1(L) Length 2 (L)
4.0 4 12 50 3.0 50 100
4.0 4 16 5 4.0 50 100
4.0 4 25 100 5.0 50 100
6.0 6 18 50 6.0 50 100
6.0 6 24 75 8.0 50 100
6.0 6 30 100 10.0 50 100
8.0 8 20 60 12.0 50 100

8.0 8 35 100
10.0 10 25 75 1/8 50 100
10.0 10 40 100 3/16 50 100
12.0 12 30 5 1/4 50 100
12.0 12 45 100 5/16 50 100
16.0 16 40 100 3/8 50 100
16.0 16 70 150 jIE2 50 100
20.0 20 40 100
20.0 20 80 150 W& 21(3) 21i(4)
Shank Overall Overall
Diameter(D) Length 3 (L) Length 4 (L)
3.0 150 300
4.0 150 300
5.0 150 300
6.0 150 300
8.0 150 300
10.0 150 300
12.0 150 300
1/8 150 300
3/16 150 300
1/4 150 300
5/16 150 300
3/8 150 300
1/2 150 300

gl S To S IRCY: ¥ 4447 /7 T.7).8 % 5/Specially Produced Tools & Woodworking Tool Series

®
35 ﬁiﬂ D EI m I D E ﬁ {ju Specially Produced Tool & Woodworking Tool Series w EI x

TR 7] 271 AREE 7] 2flutes R Inner Corner End Mill

T-slot milling cutter

B J)8k 7] Single Flute End Mill EiRaEEE 7] Straight shank Dovetail End Mill

[ MR BB RERXREER Specification:Do Customer Design J

New W al=E =% WEDC

Woodworking Tool Series

B S 2HE-BE
Gang Drill with Solid Carbide Head -Type B

B EEH-AR
Gang Drill with Solid Carbide Head -Type A

_—— 494 (=
3 B2

BABERESEHT
Solid Carbide Straight Tools

BAEEaSS SRIKSHEET

Solid Carbide Composite Corrugated Roughing End Mill

e ——
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U] ﬁl E'X- ]E E Cutting Data Parameters

1)U EEkEl #5iEEI27]. 47] Side Milling Standard 2/4Flutes

JEix JJB R 3l

WEILX"
TERY'

mIME Ae=0.1D(D=03) Ae<0.05D
Shape of cut Ae<0.2D(D > ®3) AP<1.00D
Ap<1.5D
' Tk ﬁi@\%ﬁ. %ﬁﬂxﬁﬁﬂ‘ﬁﬁﬁ N
N o n - st,a n d a rd To o ’ Work Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
. AlSI 1049, SCM,FC250 AlSI H13, NAK AlISI H13
material ("30HRC) (< 45HRC) (<52HRC)
=k Feil | HIEKCuting speed(mmimin)|  ¥%3E | §HIEKCutting speed(mm/min)] %% | RN Cutting speed(mm/min)
©D(mm) Rev(min™) 557 oFiutes[471 aFiutes |€V(MIN-1)551 oFiutes [477 4Fiutes| RV(MIN™) [277 oFiutes| 477 4Fiutes
1 24000 480 720 16000 320 480 12000 96 144
2 12000 480 720 8000 320 480 6400 96 144
3 8000 480 720 5600 320 480 4000 96 144
4 6000 480 720 4160 320 480 3200 96 144
5 4800 480 720 3360 320 480 2560 96 144
6 4000 480 720 2800 320 480 2160 96 144
38 3200 416 624 2240 280 416 1600 88 128
10 2560 360 544 1760 240 360 1280 80 112
12 2160 328 496 1520 216 328 1040 80 96
16 1600 288 440 1120 184 280 800 104 136
20 1280 256 392 880 176 272 640 88 12
2);a¥EkE] #5EBI27). 47) Slotting Standard 2/4Flutes
LAl
WIRA /Z/ Ae=D(D< ®3) Ae=D
Shaps of cut € m  Ae<0.1D(D>02) AP<0.05D(®0.5<D< ®2)
Ap=<0.2D(D > ©2) AP<0.10D(D > ®2)
T R, ek B2, RAN., WMEN % NN
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
Worl.( AlSI 1049, SCM,FC250 AlISI H13, NAK AlISIH13
material ("30HRC) (< 45HRC) (< 52HRC)
=Rz ¥ | IHIEECuting speed(mmimin)| %3 | STHIEECutfing speed(mm/min)| %% | YIAIEE Cutting speed(mmimin)
@ D(mm) |Rev(min™) [557 5k 1utes[471 4Fiutes| RV (MIN™) (577 oFiutes| 477 4Fiutes | ReV(MIN™) 557 oFiutes| 477 4Fiutes
1 24000 384 576 16000 256 384 12000 77 116
2 12000 384 576 8000 256 384 6400 77 116
3 8000 384 576 5600 256 384 4000 77 116
4 6000 384 576 4160 256 384 3200 77 116
5 4800 384 576 3360 256 384 2560 T 116
6 4000 384 576 2800 256 384 2160 vy 116
8 3200 333 500 2240 224 333 1600 71 103
10 2560 288 436 1760 192 288 1280 64 90
12 2160 363 397 1520 173 263 1040 64 77
16 1600 231 352 1120 148 224 800 84 109
20 1280 205 314 880 141 218 640 71 90

fiE A B E BTN

1LIEERAEER. NEFHiEEmEs,
2HEMTEEN TRMFFRESEMHRBRREN, BEEEREEN I REE,
Y miteant, HEEEFREN EFRIBUT,
ALHIASEMAT, EREAMI; MHIBRRERENN, ERIEKRETHIRERT.
1.Use rigid and precise machine and tool holder. 2.1f chattering and noise occur due to the rigidity of machine or the work material
installation is very low, please reduce the revolution and the feed rate proportionately.
3. In drilling, please set the feed rate at 1/3 or below.
et 4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non—-water—soluble cutting fluid is very effective.
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U] ﬁl ;i ]E E Cutting Data Parameters

1)U EStE ndcBi27). 47) Side Milling Extra Long 2/4Flutes

U] ﬁl E'X- ]E E Cutting Data Parameters

1)U EEEEl #5iEEI27). 47] Side Milling Standard 2/4Flutes

MIRA Ae<0.1D(D= ®3) Ae<0.05D
Shape of cut Ae<0.2D(D> ®©3) AP=<1.00D
Ap=1.5D
T BEMW. H . AR, KAN, BER NN
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
Work AISI 1049, SCM,FC250 AISI H13, NAK AISI H13
material ("30HRC) (< 45HRC) (<52HRC)
HZ BeyE | IHEECutting speed(mmimin) | FEiE | {IEIEE Cutting speed(mmimin)|  FEiE |41 ECutting speed(mm/min)
®D(mm) Rev(min™) 55 oFiutes[470 4Fiutes|FeV(MIN=1)577 oFiutes [470 4Fiutes| RV(MIN™) (257 oFiutes] 477 4Fiutes
1 15000 300 450 10000 200 300 7500 60 90
2 7500 300 450 5000 200 300 4000 60 90
3 5000 300 450 3500 200 300 2500 60 90
4 3750 300 450 2600 200 300 2000 60 90
5 3000 300 450 2100 200 300 1600 60 90
6 2500 300 450 1750 200 300 1350 60 90
8 2000 260 390 1400 175 260 1000 55 80
10 1600 225 340 1100 150 225 800 50 70
12 1350 205 310 950 135 205 650 50 60
16 1000 180 275 700 115 175 500 65 85
20 800 160 245 550 10 170 400 55 70
2);a1E5H] nicB27). 47] Slotting Extra Long 2/4Flutes
_Ae_
MIEA Ae=D(D=03) Ae=D
Shape of cut »  Ae<0.1D(D> ©2) AP<0.05D(®0.5<D< 02)
Ap<0.2D(D > ®2) AP<0.10D(D > ®2)
THHE BEM. %‘E% 'S‘ﬁﬁl‘ AW, FiERN N
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
Work AISI 1049, SCM,FC250 AISI H13, NAK AISI H13
material ("30HRC) (< 45HRC) (< 52HRC)
HE %JE EI% B Cutting speed(mmi/min) %JE 8% & Cutting speed(mm/min) ?&E 1El;% & Cutting speed(mm/min)
®D(mm) [Revimin™) [557 oFiutes[47 aFiutes| V(M) (557 oFiutes] 477 aFiutes | RV(MIN™) 557 oFiutes] 477 4Fiutes
1 15000 240 360 10000 160 240 7500 48 72
2 7500 240 360 5000 160 240 4000 48 72
3 5000 240 360 3500 160 240 2500 48 72
4 3750 240 360 2600 160 240 2000 48 72
5 3000 240 360 2100 160 240 1600 48 72
6 2500 240 360 1750 160 240 1350 48 72
8 2000 208 312 1400 140 208 1000 44 64
10 1600 180 272 1100 120 180 800 40 56
12 1350 164 248 950 108 164 650 40 48
16 1000 144 220 700 92 140 500 52 68
20 800 128 196 550 88 136 400 44 56

& A PR EEE

1IEEABER. REFMg&mMEs,
2B MIGEN T RMEFNIERZMHRESL R TR, BIEERREEN A EE,
SR, HHEAEEIFIREA ER1BUT,
ATMHIAERRS, BREXMI; PIHIERETHERE, ERIEKEETHIRERET.
1.Use rigid and precise machine and tool holder.
installation is very low, please reduce the revolution and the feed rate proportionately.
3. In drilling, please set the feed rate at 1/3 or below.

4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non-water—soluble cutting fluid is very effective.
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2.If chattering and noise occur due to the rigidity of machine or the work material

Ae
M I Ae<0.1D(D< ®3)
Shape of cut /) |me Ae<0.2D(D> ©3)
j / Ap=1.5D
ekl mag, W Camﬁi;tgl‘ %a%iron SEM. HAN .Z:%ﬁij
Work Aluminum Alloy, AIS1 1049, SCMEC250 | Alloy steel,Die steel Stainless steel
material cuprum (_SDHRC) (< 35HRC) AlSI 1304, AISI1316
HE | S |BERCuigspeedmin) % |iTHBECutingspeedmini)| %53 (A Cuting speed(mmimin| %35 | 1BHEECuting speed(mmimin)
© D(mm) Rev(min™)5 7 oFiutes] 471 4Fiutes| €M) (277 2Fiutes] 471 4Fiutes| eV (M"™) 237 2Fiutes[ 471 4Fiutes | VM) 237 oFiutes[ 477 4Fiutes
1 30400 240 480 16000 96 192 9600 56 112 8000 48 96
2 17600 352 640 8800 144 216 5760 88 136 4800 75 112
3 13600 384 696 6800 160 240 4240 104 160 3520 88 136
4 11200 584 880 5760 288 432 3520 176 264 2960 144 216
5 9600 688 1040 | 4800 304 456 2880 184 280 2400 152 232
6 8800 792 1200 |4240 336 504 2560 192 288 2160 168 256
8 6400 800 1200 | 3200 360 544 1920 192 288 1600 176 264
10 5120 720 1080 | 2560 312 472 1520 152 22 1280 152 232
12 4240 592 880 2160 264 400 1280 128 192 1040 120 184
16 3200 448 672 1600 192 288 960 96 144 800 96 144
20 2560 360 544 1280 160 240 800 80 120 640 76 112
2)iAiEekE #RERI27). 47) Slotting Standard 2/4Flutes
27] Ae=D 47] Ae=D
MIEE Ap<0.1D(D< ®2) Ap=<0.3D(D< ®3)
Shape of cut Ap Ap=0.3D(®2<=D=03) Ap=0.5D(D> ©3)
Ap<0.5D(D > ®3)
e RN, PN
T L7 iﬁéﬁ'ﬁ'- 5 Carbon steel, Castiron bl *ﬁ,ﬂﬂij .Z:%ﬁij
Work Aluminum Alloy, Alloy steel,Die steel Stainless steel
material il et ey AISI 1304, AISI1316
cuprum ("30HRC) (< 35HRC) ,
HE | $E |BERCuigspeedmin) % |iTHBECutingspeedmmini)| %53 (A Cuting speed(mmimin| %35 | BHEE Cuting speed(mmimin)
@ D(mm)  Rev(min™)oz oriutes] 471 4Fiutes eV (MN") (297 2Fiutes[ 477 4Fiutes| eV (MIN™) 237 2Fiutes] 47 4Fiutes | RV(MN™) 237 oFiutes] 470 4Fiutes
1 30400 240 384 16000 96 154 9600 56 90 8000 48 77
2 17600 352 512 8800 144 U7 5760 88 109 4800 72 90
3 13600 384 560 6800 160 192 4240 104 128 3520 88 109
4 11200 464 704 5760 232 346 3520 144 212 2400 88 &
5 9600 552 832 4800 240 365 2880 144 224 1920 88 186
6 8800 632 960 4240 2 404 2560 152 231 1760 104 205
8 6400 640 960 3200 288 436 1920 152 231 1280 104 212
10 5120 576 864 2560 248 378 1520 120 186 1040 88 186
12 3200 472 704 2160 208 320 1280 104 154 800 72 148
16 2560 360 538 1600 152 231 960 80 116 640 56 116
20 2000 288 736 1280 128 192 800 64 96 512 48 90

fiE A R B E BTN

1IEEREES. RIEFMigEmER,
2MBEMTIEEHTROEFEREMHNENNFER, 5B E R RN L IEE,
SEFART, HBHEEFIGED ERIBET,

ADIHIRERE, FAEXAMI; YHRRERHRE, #RIEKEHEHIRERT.
1.Use rigid and precise machine and tool holder.
installation is very low, please reduce the revolution and the feed rate proportionately.
3. In drilling, please set the feed rate at 1/3 or below.

2.1f chattering and noise occur due to the rigidity of machine or the work material

4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non—-water—soluble cutting fluid is very effective.
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U] ﬁl ;i ]E E Cutting Data Parameters iﬁ 7] Zi m 'g E Technology Information of End Mill

1 | indcBE27). 47) Side Milli Extra Long 2/4FI|
NN aE e 7s 40 SidoMilling Extra Longi/atiutes BNZEBNAF  Name of End Mill Parts

Ae
MIRE b, Ae=0.1D(D= ®3)
Shape of cut o r: [Ap Ae=0.2D(D> ®3) 2
Ap=<1.5D 2B
%3 Cfgoﬁet A
SR % \ pp EST Shank
In T #1%Y BaE, W Carbﬁcﬁ'ftﬁl‘\ ?a?ﬁron aEW. REW ?F%ﬁﬂ — aﬁ;émuidth w% . e 5
Work Aluminum Alloy, AIS1 1049, SCM.FC250 Alloy steel,Die steel Stainless steel Landwidﬂ;ﬁzm angie| | \/ n H‘g ] ) %
material cuprum (_SOHRC), (<35HRC) AISI 1304, AISI1316 gy - B / §§ {éé \\\\“ f %E
RS | ¢ &
HE | $E |iH#ECuting speedimmimin)| %53 | YIAIEECuting speedmmimin)) %%33 |8 Cuting speecmimi)| %35 | {1AHEECuting speed{mmimin) Q}/ H ﬁ N T 2 &
®D(mm)  Revmin™)T 557 pFiutes] 471 4Fiutes | e (M) a7 oFiutes[ 471 4Fiutes | V(M) 77 oFiutes] 471 4Fiutes| €V (MIN™) o377 oFiutes] 477 4Fiutes % =1 &7 ~Fuslengh N
1 19000 | 50 300 | 10000 | 60 120 | 8000 | 35 70 | 5000 | 30 60 I  The - L. |72
2 11000 | 220 | 400 [5500 | 90 135 | 3600 | 55 85 | 3000 | 45 70 o el BK
3  |8500 | 240 | 435 |4250 | 100 | 150 | 2650 | 65 | 100 | 2200 | 55 | 85 i L - - gt g .
4 7000 | 365 | 550 |3600 | 180 | 270 | 2200 | 110 [ 165 | 1850 | 90 135 e
5 6000 | 430 | 650 |3000 | 190 | 185 | 1800 | 115 [ 175 | 1500 | 95 145
6 5500 | 495 | 750 | 2650 | 210 | 315 | 1600 | 120 | 180 | 1350 | 105 | 160 e —
8 4000 | 500 | 750 |2000 | 225 | 340 | 1200 [ 120 [ 180 [ 1000 | 110 | 165 Dish angle npm—
10 [3200 | 450 | 675 [1600 | 195 | 295 | 950 | 95 145 | 800 | 95 145 = e Radial rake angle
12 [2560 | 370 | 550 [1350 | 165 | 250 | 800 | 80 120 | 850 | 75 115 2 |=mg Seara B
16 2000 280 420 | 1000 120 180 | 600 60 90 500 60 90 g § / WE%
20 [1800 | 225 | 340 |s00 100 | 150 | 500 | 50 75 | 400 | 48 70 E*gf T =L
=
2);3185%E] cBI27). 47) Slotting Extra Long 2/4Flutes & 8 =
T&%jfa:c)‘?% - hip pocket
Ae 27] Ae=D 47] Ae=D € angje .
MTRA Ap<0.1D(D < ®2) Ap<0.3D(D< ®3) %mﬁﬁ%mr
Shape of cut [Ap Ap=0.3D(02=D=03) Ap=0.5D(D> ®3) ﬁﬂ;g{ﬁ
Ap<0.5D(D > ©3) ot dlearance andle
iy ~ Fay
InL#AH meE, Carbﬁcﬁftﬁl\ ?a%iron GELLE Eﬁ% ‘;F%%
Work Aluminum Alloy, AISI 1049, SCMFC250 | Alloy steel,Die steel Stainless steel
material cuprum (" 30HRC) (< 35HRC) AISI 1304, AISI1316 ﬁ)] ﬁ;ll Series of End Mill
BHE | FE | HEECuting speedmmimin)| 15 |BERCutng speednmimi)| 433 | {TRRCuting speedimmini)| %3 | BIEECutig speed(mmimin) =
©D(mm) Rev(min") 7y oFiutes| 471 aFiutes| ¢ (") 271 2Fiutes] 471 4Futes| V(™M) 277 oFiutes] 471 aFiutes | V(™M) 271 oFiutes] 47 4Fiutes bk T) R Gk T 2
1 19000 | 150 | 240 10000 | 60 96 | 6000 | 35 | 56 | 5000 | 30 | 48 End mill type End mill shape "g
2 11000 | 220 | 320 5500 | 90 108 | 3600 | 55 | 68 | 3000 | 45 | 56 | SR &
3 8500 | 240 | 350 [4250 | 100 | 120 | 2650 | 65 | 80 | 2200 | 55 | 68 . ‘ S
4 7000 | 290 | 440 [3600 | 145 | 216 | 2200 | 90 132 | 1500 | 55 108 ¢ 351 Square End mil §
5 6000 | 345 | 520 3000 | 150 | 228 | 1800 | 90 | 140 | 1200 | 55 116 2
6 5500 | 395 | 600 |2650 | 170 | 252 | 1600 | 95 | 144 | 1100 | 65 128 & EESE7] Comer Radius End mil 8
8 [4000 | 400 | e00 2000 | 180 | 272 [ 1200 | 95 | 144 | 800 65 132
10 [3200 | 360 | 540 [1600 | 155 | 236 | 950 75 | 116 | 650 55 116
12 2560 | 295 | 440 [1350 | 130 | 200 | 800 65 | 96 | 500 45 | 92 @ k3871 Ball End mil
16 2000 | 225 | 336 [1000 | 95 144 | 600 50 | 72 | 400 3 | 72
20 |1600 | 180 | 272 |800 80 120 | 500 40 | 80 | 320 30 | 56 | e
’ ?E m%ﬂ Houghing End mill
1IEEABER. REFMg&mEa,
2 MEMTIGES TAMIBRAMRETHREANSREN, HiS RS RN AT, & $EEPET]  Taper End mil

Sl mitiant, HEAEEITFIEEALRISHUT,
AYMIFSAM, BN VHRRETSAN, EREAREIMBERIF. oo
1.Use rigid and precise machine and tool holder. 2.If chattering and noise occur due to the rigidity of machine or the work material

installation is very low, please reduce the revolution and the feed rate proportionately.

3. In drilling, please set the feed rate at 1/3 or below.

4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non-water—soluble cutting fluid is very effective.
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MIRMER

Technology Information of End Mill

2 (2H)F17)1F Relation Between Flute Length and Radius

- - ®
‘E?f ]:l 3§ TrL' IE E Technology Information of End Mill WEI x

SESRNERRBRMBAFAE FAQ&Solution Plan Regarding End Mill

MBI (BM)EE, NitHEE, EVEHIE 8 -
TE_L;;E%JTQHS *;:E)gﬁ%;;i %;; giﬁ: ' I b NAFR R
il by E RE, BR(EM) L | illeed Cutting condition Cutter shape | Machint tool clamping
S, Bl RABHE | _ - ,
F Solution #®9Q  |Wmol#Eg |mo|we| VAR |®I Mz 4D (8P BRF ED|RST RS
The shorter overhanging length, the higher rigidity. That ensured #L (K2 o |4 = ‘ﬁué‘- Cutting fluid Bﬁ% #° |7 % 21y §. =S |0 (=2 (&S
the cutter will not likely curved and shaked while cuting | e I #3 |#E3 B3I |X3 |Fe|w=|ks|Fo|Ry| 2|E 37§ T |KB K T2
process,and also enhanced processing presicion. The overhang Eg ﬁ}%; 5 ﬁ@ E{g‘ - *E %< 3 E g5 §§ % S *2 %; ffé'
length to be doubled,the deflection degree(f)turned into eight l $4§ 2 0 =l gﬂ% ﬁ& ié%' ) T 3 1 o %% g 5 %g
S "3 IS ) 2 3B Ee o (s ciEe|Bs| | SEig
P F*L>*64 & [ (7] 8 g EEES WS HES: @ |t
— *[C % [Tk Ak . = =2 = | = 5 - g‘
& B (BR)LHD20%, Helh BRI D50% SR e Commen{siis - Ze| 5M3] % g B | §| 3
The overhang length(L)redeced 20%,the deflection degree(f) reduced 50% H g E @ § g ‘g
bt Q
¢ JIAEZAEK20%, R ENRD50%
The cutter diameter(d)increased 20%,the deflection degree(f) reduced 50% 7 ﬂ?ﬁﬁ j_ﬁ 7] ?ﬁ'ﬁ
Cutter break | End-mil break vV V
N, FBEMJIENITE  Number of Flute,Chip groove,Rigidity tﬂigmrrf I
{I;:at%ter Elllla tion of \/ n?fﬁ”l?’% \/
7) 27) 37) a7) ngbce
Number oi flute 2 flutes 3 flutes 4 flutes YEITER 7] I F
o AR / / /
gll;ltrlli?l%nb?;de Blade break l i i g o vV vV vV
el e i
ross—section snape .
AN ‘ LTS REE:
: Serious cutting bond Vv V type
The proggﬁr%rﬁfﬁﬁcrgs!: Efcl{ion area 54% 56% 60%
= BEEAXMESHL | MHHHES, RELEERE | muy, SEEEERT FEREE i
A4 Ad\%ntage Big chip Spggg"?%ﬁs the chips | Easily chip re;?nogrr?éssbaner surface | Better rigidity and surface fineness Bad surface quality \/ Kf;é \//
reatures A Al SRR YTAIHE R A6
Disadvantage Poor rigidity Hard mearsuring of outer diameter Bad chip removal 24 i i l
i / /
) 1.4 T (groove processing) | 1-¥IMT(groove processing) | 4 44 T (groove processing) Rise and fal VIV
oy Apgﬁc]%tion 2. fiE i L (Side processing) %gggﬂ(ﬁg\?ﬁ rﬁgﬁﬁﬁﬂg) 2. T (Side processing) =
g 3.7LhnT(Spot facing processing)| 4 ¥§fin T (Finish machining) 348 I (Finish machining) MIFERE WERT % B
< rosg | T el v P v :
S . = B , e =
s IEEEFNESE  Climb Milling and Conventional Milling ﬁ%ﬂ%% l =
% Burrs,broken g
a and spalling =
= MEEIE ( While side milling ) #H&IR ( While groove milling ) 3
i T L v v]vv
e | _-1 |-i . .
IMIANE | YIRS i i , i
. Milling dispose | Poor chip removal vV
) K s E
T Up milling side 5
Workpiece K §I
. ) : , W S NREREAR, FESHHENMGENIERERE, KNEEMNAH#TEE
HEERTTED (Feeding way ) § % BEZ5 75 160 ( Feeding way ) Down milling side ° HE : V*;;hile the overgized alérition of tool nose can easily lead to broken cutters poor processing surface presicion,
S . then the cutter need regrinding
A.i%E$E(Up milling) B.IR%E(Down milling) HEEETT ) Feeding way ) Sl 2. NNEBHMENRTLS
Make the cutter overhanging amount as small as possible

gl o= To IS0 WA & )4 A {5 B/ Technology Information of End Mil
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