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Work Material

1. Please select high righd tool holder and collet chuck during machining.
L. Please select the suitable cutting fluid.

3. Fordry cutting, please use air blow for chip removal and cooling.

4, These cutting data are for reference only.Please adjust the cutting speed according

to machine capability and working conditions,
5. Wvibrations occur during cutting process, adjust and reduce the cutting speed.
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About Us

Founded in 1986, CITY TOOLS is a leading manufacturer of solid carbide cutting tools based in
Taiwan, dedicated to delivering high-quality tooling solutions to customers worldwide.

| ISO 9001 certified, our products are widely used across a broad range of industries, including
Aerospace, Medical, Automotive, Semiconductor, Precision Engineering, Mold & Die, Woodworking,
Plastics, and various Metal and Non-Metal machining applications.

| To ensure superior product quality and manufacturing precision, CITY TOOLS utilizes advanced
CNC grinding machines imported from Germany, along with state-of-the-art inspection
equipment. Every tool undergoes rigorous quality control procedures and 100% inspection
throughout the production process to guarantee consistent performance, reliability, and
customer satisfaction.

Manufacturing

. Carbide Rod . . Laser
Design Inspection Honing QC Test Coating Marking
u u n L n L | | u | [ | - ——---
; - Ultrasonic . Coating Packaging
Material Grinding cleaning LT 25 inspection & Shipment

Walter Grinding Machine

Production I Ensure accuracy quality tools and Increase productivity

Quality Management

Full inspection on each tool with precise accuracy
I 100% comprehensive inspection with precise accuracy
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Material CHART

. Tensile Strength Hardness

ISO |Group Material N/mm2 HB
420 - 848 125 -300
600 - 1200 200 - 300
680-1100 200- 325
M | G4 | Stainless Steel, cast steel 600 - 820 180 - 240
130 - 260
60 - 130
90-110
High Temp Alloys 200 - 280
Nickel 320 - 350

Titanium 400 - 1,050
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Icon Guide

Optional Weldon Shank HB, HE Service

Form HA, plain m - —r
Form HB, with drive flat m —
Form HE, with whistle notch flat W

Type of cutting edge

Gashland Edge:

The tools with Gashland Edge reduced corner sharpness, which increases

edge strength, minimizes chipping, and delivers longer-lasting performance.

Sharp Edge:

The Sharp-Edge tools are ideal for cleaning pin corners on the workpiece—

areas that tools with a Gashland Edge may not fully reach.

Honing Process

Tools with honing generate a micro-radius on the cutting edge, which helps reduce
chipping, improve coating adhesion, and extends tool life.

without honing with honing

http://www.citytools.com.tw 5
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Icon Guide

Tools Design & Flute Types

[rE Uneven Flute / Variable Helix Angle
Serfes-

I Square I Square - Uneven Flute

DR2O®@@® &E 282

FFFFFF 2Flu|es 3Flules 4Flutes 5Flu!es 6

FFFFFF

I Corner Radius

B |t 1D
4Flutes 3 4Fllltes

FFFFFF

I Ball Nose
GBISIENE) Ak

Type of Helix Angle

I Helix Angle I Variable Helix Angle

[T @% @? @? @7” @?
0° 7°/9° 28°/ 31° 30°/33°
37 —40° 45 —46° -{55°

w

s

QZ::)\\‘\.‘
N

7 &) ) &) &
38°/ 41° 39°/ 41° 39°/ 42° 40°/ 43°
v = =7,33° = 43°

469" 5ss° 2‘; :;: %

I Rake Angle & Relief I Corner Processing

ﬁH\ Slant Relief c@ Chamfering

N . i ¢ .
I\ Eccentric Relief Corner rounding
ﬁw\ Big Eccentric Relief
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Icon Guide

Operation Direction & Material Hardness

I Processing Direction I Work Piece Material Hardness
» » » (P
Bl & & ) (%) () () (e

Tool Types and Tip Angle

B Type of End mill

v
|9_°° Square Ball Nose Corner Chamfer

RY
Corner Radius Spherical Ball End Mill

2 (®)

B Type of Roughing End Mill B Tip Angle

j Fine tooth Corner Chamfer

m Fine tooth sharp edge

N Roughing

Honing & Edge Type

I Honing Process I Type of Edge Corner
M with honing with gashland protection

M without honing sharp corner

http://www.citytools.com.tw 7
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Icon Guide

Type of Coating

0J0J0JClClelOI )0,

Code Name Oxidation Surface Coefficient Coating
Temperature | Hardness(Hv) of Friction Thickness(um)
AITiCrN 900°C 3200 0.5 1~4
TiAIN 800°C 2600 0.4 1~4
AITiSiN-B 1100°C 3500 0.45 1~4
AITiSiN 1000°C 3200 0.45 1~4
TiN 1000°C 2600 04 1~6
Diamond 600°C 7000 0.2 5~10
AITiSiZrN 500°C 3000 0.4 04
DLC 400°C 2200 0.15 1~4
TA-C 1100°C 5500 0.1 0.1~1
% Note: The coating color may vary slightly due to production process.
Tool Material Properties
icon Grade Grain size Cobalt Hardness
@ Ultrafine Micro Grain Carbide 0.2um~0.3um 8.2% HRA93.7
@ Ultra Micro Grain Carbide 0.4um~0.5um 12% HRA92.7
@ Super Micro Grain Carbide 0.6um~0.8um 10% HRA92.3
H8§/S High Speed Steel 8% HRC66~68

Shank Cylindricity Tolerance

The h5 tolerance applies to all Solid Carbide series.
The high-concentricity shank helps achieve precision milling and increase tool life.

The h6 tolerance applies to the HSS series.
The high-concentricity shank helps achieve stable milling performance.

8 http://www.citytools.com.tw
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Coding Principle

AC100IE3+-2!43ITD Coating

Series Type J) Flute type
RP = Long Neck 1 = Square 1 = Standard Flute
RT = Taper Neck 2 = Corner Radius 2 =Long Flute
AC = Aluminum Series 4 = Drill 3 = Long shank
CS = Stainless Steel Series 5 = Reamer 4 = Stub Flute
T = Titanium Series 8 = Ball nose

RF = Roughing Series

DR = Drill Series

CF = Chamfering Series

I R = Corner Radius Series
VF = Grooving Series

HS = High Speed Steel Series

Helix Angle Number of Flute

S500IE!+-1 235ETA
Series J)

| =Uneven Flute Number of Uneven Flute
E = Variable Helix Angle

J = Optimized Ball End
M = Miniature

R = Heavy Duty Operation
N = Sharp Edge
P = Polished Flute

http://www.citytools.com.tw 9
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. A 700 High-Speed & High-Hardness Series

Appearance Code No Description Size Pg
OB ) A70014*-11464TB ':‘;::;fn'::;it’;e”"ezs ‘{6, @1~@20 28
B A70014*-11554TB lSJ(:ml;a\‘/':n-I::;Ft:l;eerlzi;(ssDS{’ @1~¢20 30
RS aooieaatdsats [N L e OTP0 2
B A700es™atageTs (T TIEKER e 95920 3
mesmmm— A700iEs®12066TB ()l e/ 96020 3
s A700IEs™-1206678 e e 957020 38
eSd " A70014*-21464TB Ei:;irnR;:It:s /-:;T::;eei( 30/ @a~@12 40
S st SIS0 g
@=m " aro0i*-s1a018 02l Nose-2-Flutex2D/ 1R6R 44

Helix 40
QY " A700)12%-81454TB 3?"('3\'1\';5iI;f:/'”;;:‘ngf 1R~6R 46
o= A700)"-834027TB ::: 73:;;1’;]““2'3/ tong Shank — ,p~10R 48
e a70002*-83a5a1p D2 Nose-4-Flutex2D [longShank/ 5o 00 5

Uneven Flute / Helix 45°
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. X600+High-Performance Series

Appearance Code No Description Size Pg
Square - 4-Flute x 2.5D /
Do — *. : ~
X60014"-11374TO Uneven Flute / Helix 37° ?1~@12 54
Square - 4-Flute x 3D /
oo — = . ~
X60014°-11374T0 Uneven Flute / Helix 37° @1~020 >6
Square - 4-Flute x 4D / Long Flute /
5 — +. . ~
X60014°-12374T0 Uneven Flute / Helix 37° 06~025 >8
Square - 4-Flute x 2.5D /
Do — = : . ~
X600IE4"-11394TO Uneven Flute / Variable Helix 39°/42° P1~@12 60
Square - 4-Flute x 3D /
[ — . . . ~
X600IE4"-11334TO Uneven Flute / Variable Helix 39°/42° @1~@20 62
Square - 6-Flute x 4D / Long Flute /
[ — +. . . ~
X60OIE3 "-12396TO Uneven Flute / Variable Helix 39°/42° @6~@25 64
Square - 6-Flute x 5D / Long Flute /
eecsan] +. . . ~
X600IE3 "-12336TO Uneven Flute / Variable Helix 39°/42° @6~@25 66
e xe00M*-1435270 S0u2re - 2-Flute x 1D/ Miniature / $0.2~@0.9 68
Helix 35
e xe00M*-8a35270 52! Nose - 2-FlutextiD/Miniature /g 1 45p 70
Helix 35
Square - 4-Flute x 2.5D / Long Shank /
[ — +. . . ~
X600IE4"-13334TO Uneven Flute / Variable Helix 39°/42° @a~p12 2
Q=" xeo0s+-8137210 2| Nose-2-Flutex2D/ 0.5R“8R 74
Helix 37
Ball Nose - 4-Flute x 2D /
L S— +. ' SR~
X600JI12 "-81404TO Uneven Flute / Helix 40° 0.5R~10R 76
=z xeo0s*-g337210 ool Nose- 2-Flutex2D [longShank /o cpgop 7
Helix 37
+ Ball Nose - 4-Flute x 2D / Long Shank /
L - — - . .5R"~
X600J12 "-83404TO Uneven Flute / Helix 40° 0.5R~6R 80
Corner Radius - 4-Flute x 3D /
S-S — *. iable Hel - 82
X600IE4"-21394TO Uneven Flute / Variable Helix 39°/42° @1~¢12
s X600IE4*-2339470 COTNer Radius-4-Flute x 3D /Long Shank o 00, g,

/ Uneven Flute / Helix 39°/42°
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. S500" General-Purpose Series

Appearance Code No Description Size Pg
P ss002t-11352TN ':‘E:;fn';;it‘;e”"elzi;(s:s{ @1~@12 88
BT $50014-11354TN lSJ?\Zifn-;;i:l;eerlzi;(sst{ @1~@12 90
BT s500147-11354TN Z‘:‘;ifn's;it‘;el_l";is;s, @1~@20 92
s $50014"-12354TN Z?“;i':n's;it‘;el_l"eﬁs?{s?"g Flute / @6~@25 94

$50014-11454TN Zi‘;ifn'::;it‘;el_l";is 450 @1~@20 9
s500E21-11282TN f/::‘::‘le ﬁ;lil,‘(t:;;/zéiP/ @1~@¢12 98
B s500e2+-11284TN f/::‘:';;e :I-eFIIil)‘(tgs):/zéiP/ @1~@¢12 100
e
e e LA

s S5001E47-13354TA f;::fn-::;i?;e\);;g|{.|:0:§|isxh::°k/43° @1~¢20 106
e 0RO sl s
IS ss001E27-11434TA fﬂiavfn;uit‘}e\’/‘azr.zﬂé Helix43°/a¢° 917912 110
s vz S0 e
e
s o s SO ST g
) e
S . S5001E27-11384TA fl?ll:a?:n-;:tt‘;e\)l(;géle Helix 38°/41° 917920 120
S T
Eamae— s5001£27-12384TA fﬂ:;fn's;it‘;e\’l‘aigélzflf"': ‘;tse°;41° @6~g25 124
@) s5000t-81302TN  Ball Nose - 2-Flute x 2D / Helix 30° 0.5R*8R 126

12 http://www.citytools.com.tw
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l S500" General-Purpose Series

Appearance Code No Description Size Pg
Ball Nose - 4-Flute x 2D

$500112"-81354TN Uneven Flute / Helix 35"/
Ball Nose - 2-Flute x 2D / Long Reduced
Neck / Helix 30°
Ball Nose - 4-Flute x 2D / Long Reduced
Neck / Uneven Flute / Helix 35°
Corner Radius - 4-Flute x 3D /
Uneven Flute / Helix 35°
Corner Radius - 4-Flute x 3D /
Uneven Flute / Variable Helix 43°/46°

0.5R~10R 128

e ss50007-83302TN 0.5R“6R 130

$500J127-83354TN 3R~10R 132

P sso00141-21354TN P1~@12 134

RS s5001E21-21434TA P1~@12 136

+ Corner Radius - 4-Flute x 3D / Long Shank
=== - ~ 138
S500IE4"-23354TA / Uneven Flute / Variable Helix 35°/38° @6~020
Square - 2-Flute x 3D /
[ m— *+ ; ~
S500127-11402TN Uneven Flute / Helix 40° ?3~@12 140
s50014*-11404TN  S0vare - 4-Flutex3D/ @3~@12 142

Uneven Flute / Helix 40°

http://www.citytools.com.tw 13

LTSS S ) ) ) ) ) ) )



- Special Purpose Milling Cutter

L

Appearance Code No Description Size Pg
Rib Processing End Mill
+ Ball Nose - 3-Flute x 1D - Long Neck /
_— - .5R~ 146
RPX600E3 "-84333TO Variable Helix 33°/34°/35° 0.5R~3R
Ball Nose - 4-Flute x 1D - Long Neck /
c— +. . . .5R~
RPX600IE2 "-84344TO Uneven Flute / Variable Helix 34°/36° 0.5R™3R 150
Corner Radius - 3-Flute x 1.2D - Long
o RPX600IE3"-24333T0 Neck / Uneven Flute / Variable Helix ?2~06 154
33°/34°/35°
Corner Radius - 4-Flute x 1.5D - Long
s RPX600IE4¥-24344T0 Neck / Uneven Flute / Variable Helix P2~06 158
34°/36°
Square - 3-Flute x 1.2D - Long Neck /
g RPX600IE3"-14333TO Uneven Flute / Variable Helix ?2~06 162
33°/34°/35°
+ Square - 4-Flute x 1.5D - Long Neck /
b, I - ~ 166
RPX600IE4 "-14344TO Uneven Flute / Variable Helix 34°/36° 0206
+ Ball Nose - 3-Flute x 1.5D - Taper Neck /
o= - .5R~ 170
RTX600E3 "-84333TO Variable Helix 33°/34°/35° 0.5R~3R
Ball Nose - 4-Flute x 1.5D - Taper Neck /
B, SE— +. . \ .5R~
RTX600IE2 "-84344T0 Uneven Flute / Variable Helix 34°/36° 0.5R™3R 174
Corner Radius - 3-Flute x 1.2D - Taper
sy RTX600IE3"-24333T0 Neck / Uneven Flute / Variable Helix ?2~06 178
33°/34°/35°
Corner Radius - 4-Flute x 1.5D - Taper
sy RTX600IE4¥-24344T0 Neck / Uneven Flute / Variable Helix P2~06 182
34°/36°
Square - 3-Flute x 1.2D - Taper Neck /
s RTX600IE3"-14333TO Uneven Flute / Variable Helix ?2~06 186
33°/34°/35°
o RTX600IE4T-14344T0 S0U3re - 4-Flutex1.5D-TaperNeck/ o) 00 159

Uneven Flute / Variable Helix 34°/36°

14 http://www.citytools.com.tw
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- Special Purpose Milling Cutter

Appearance Code No Description Size Pg
Spherical Ball End Mill
+ Spherical Ball End Mill - 2-Flute / .
* < ' S5100°-84302TN Long Shank with Neck / 30° Helix 1.5R~8R 194
+ Spherical Ball End Mill - 4-Flute /
L - .5R™
S5100°-84304TN Long Shank with Neck / 30° Helix 2.5R™8R 196
Roughing End Mill
Square - 4-Flute / Roughing x 3D /
L — . X : ~
RF1001E2°-11394TN Uneven Flute / Variable Helix 39°/41 @6~@20 198
m RF100+-11304TN Squ-are '04'F|ute / Roughlng x 3D / ¢5~¢20 200
Helix 30
SRS RF100IE2+-11354T0  S0U2re - 4-Flute / Roughing x 3D / @1~¢12 202

Uneven Flute / Variable Helix 35°/38

Square - 4-Flute / Roughing x 4D / Long
ST RF100IE47-12354TO  Flute / Uneven Flute / Variable Helix @6~@25 204

35°/38

Square - 4-Flute / Roughing x 5D / Long
SO RF100IE47-12354T0  Flute / Uneven Flute / Variable Helix P6~@25 206

35°/38

Chipbreaker End Mill

Square - 4-Flute / Chipbreaker x 3D /

5 C— *. . o
RF300IE4"-11384TN Uneven Flute / Variable Helix 38°/41

@3~@12 208

Square - 4-Flute / Chipbreaker x 4D /
SRS RF3001E4"-12384TN Long Flute / Uneven Flute / Variable @6~@25 210
Helix 38°/41

Square - 4-Flute / Chipbreaker x 5D /
MSSEET) RF300IE47-12384TN Long Flute / Uneven Flute / Variable @6~@25 212
Helix 38°/41

Square - 5-Flute / Chipbreaker x 3D /
[ — = : _ ~
RF300IES "-12385TN Uneven Flute / Variable Helix 38°/41 96020 214

http://www.citytools.com.tw 15
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- Special Purpose Milling Cutter

Appearance Code No Description Size Pg
Aluminium Series
Square Aluminium - 3-Flute x 3D /
SN AC1001E3RT-11433TS  Superb Chip Ejection / Uneven Flute /  @3~@12 216
Variable Helix 43°/44°/45°
Corner Radius Aluminium - 3-Flute
NN AC1001E31-21433TS % 3D / Uneven Flute / Variable Helix @3~@12 218
43°/44°/45°
@ Ac100)+-81302TD BaII_ Nos:e Aluminium - 2-Flute x 2D / L5R~6R 220
Helix 30
Square Aluminium - 3-Flute x 3D /
MR AC1001E31-11433TD  Uneven Flute / Variable Helix @3~@12 222
43°/44°/45°
Square Aluminium - 4-Flute x 4D / Long
MEREE " AC100iE4¥-12404TD  Flute / Uneven Flute / Variable Helix @6~@25 224
40°/43°
+ Square Aluminium - 2-Flute x 6D Flute /
S — - . . ~ 226
AC100NP"-12452 Sharp Edge / Polished Flute / Helix 45° @320
Square Aluminium - Single Flute x 2D /
™ +. . . ~ 228
AC100NP"-11251 Sharp Edge / Polished Flute / Helix 25° #3~g12
Copper Series
- Square Copper - 2-Flute x 2.5D /
> +. ) ~
CP100 "-11252TG Helix 25° P1~@10 230
G T cP1007-81252TG Ball Nose Copper - 2-Flute x 2.5 / 0.5R~10R 232
Helix 25
Stainless Steel Series
+ Square Stainless Steel - 4-Flute x 2.5D /
S . : X ~ 234
———] CS100IE47-1140423 Uneven Flute / Variable Helix 40°/43° ?4~@16 3
Corner Radius Stainless Steel - 4-Flute
BT c51001E47-2140423 X 2.5D / Uneven Flute / Variable Helix ~ @4~@16 236
40°/43°
o ™ cs100s+-8135273 Ball Nose Stainless Steel - 2-Flute x 2D / JR~SR 238

Helix 35°

16 http://www.citytools.com.tw
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- Special Purpose Milling Cutter

UL

Appearance Code No Description Size Pg
Titanium Series
- + Square Titanium - 4-Flute x 2.5D / .
TR - 240
R TI1001E47-1140473 Uneven Flute / Variable Helix 40°/43° pa~g16
+ Corner Radius Titanium - 4-Flute x 2.5D
g - . ) ~ 242
IR T11001E47-2140473 / Uneven Flute / Variable Helix 40°/43° ga~g16
G ™ Ti1001*-8140223 Ball_ Noss Titanium - 2-Flute x 2D / JR~8R 244
— Helix 40
+ Tapered Ball Nose Titanium - 4-Flute / .
e T TI200127-81404Z3 Uneven Flute / Helix 40° 0.5R~3R 246
Tapered Corner Radius Titanium -
U — T12001E4-2140423 4-Flute / Uneven Flute / Variable Helix @1~@6 248
40°/43°
Flat Drill
DR360%-41202TN Flat Drill - 2-Flute x 3D / Helix 20° @6~@16 250
Flat Drill - 2-Flute x 3D / Coolant-Holes
— = om— = : ~ 252
DR365 "-41202TN / Helix 20° P6~016 5
Carbide Drill
sesmm—) DR300*-41302TN-3p  CorPide Drill- 2-Flute x3D /Helx30°/ - giangyi3 s
Drill Point 140
s DR300"-42302TN-5p CorPide Drill - 2-Flute x 5D /Helix 307/ gagy13 pgg
Drill Point 140
+ Carbide Drill - 2-Flute x 8D / Helix 30° /
oo - - ~
DR300 "-42302TN-8D Drill Point 140° ?3~@13 262
_ + Carbide Drill - 2-Flute x 3D / Coolant-
- - ~ 2
ST DR3507-41302TN-3D o< / Helix 30° / Drill Point 140° @313 266
s DR350*-423027N-5p o 0ide Drill - 2-Flute x5D / Coolant g3 505 55

Holes / Helix 30° / Drill Point 140°

http://www.citytools.com.tw 17
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- Special Purpose Milling Cutter

Appearance Code No Description Size Pg
Carbide Drill
+ Carbide Drill - 2-Flute x 8D / Coolant-
(== - - ~
DR3507-42302TN-8D Holes / Helix 30° / Drill Point 140° @3~@13 274
4= DR100%-40902TN Carbide Spot Drill - 2-Flute / 90° / @a~g12 278
Helix 15
« DR100%-90120TN Carbide Spot Drill - 2-Flute / 120° /90 @3~@12 280

/ Helix 20°

Carbide Drill Point End Mill - 2-Flute /
T : ~ 282
- DR500 "-40902TN 90° / Helix 30° P4~012

Carbide Center Drill - 2-Flute / 60° /

- S— +. : ~
DR200 "-40602TN Helix 25° P1~@5 284
Hard Cut Drill
. Broken Tap Removal Drill / Tap
[~ c— +. . ~
HCD"-Drill Extractor / Trigon Flute Form - V 60° 02~06 286
Corner Radius End Mill
= |R100+-81003TN Corner Radius End Mill - .3-F|ute / 0.5R~5R 288
3-Flute Inner Corner Radius
Chamfering End Mill
g VF100*-11903TN V-Groove Chamfer Mill - 3-Flute / @1.5~06 290
Short Neck / 45° Chamfering / V 90° )
. ' VF100%-11903TN V-Groove Chamfer Mill - 3-Flute / @3~g6 292
Long Neck / 45° Chamfering / V 90°
V-Groove Chamfer Mill - 4-Flute /
[ E— +. . 292
VF100"-11904TN Long Neck / 45° Chamfering / V 90° 8
. < ' VE100%-11905TN V-Groove Chamfer Mill - 5-Flute / 610 292

Long Neck / 45° Chamfering / V 90°

18 http://www.citytools.com.tw
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- Special Purpose Milling Cutter

Appearance Code No Description Size Pg
Chamfering End Mill
+ V-Groove Chamfer Mill - 6-Flute /
1 | -
- VF100°-11906TN Long Neck / 45° Chamfering / V 90° 912 292
+ Spiral Chamfer Mill - 3-Flute /
. - o . o ~
CF400 " -40903TN 45° Chamfering / V 90 94~@12 294
E CF300™-40903TN Chamfoer Mill - 3-Flute / 45° Chamfering G4~d10 296
/ V90
CF300*-40906TN Chamfoer Mill - 6-Flute / 45° Chamfering Ga~@12 298
 — / V90
c CE300™-41202TN Chamfeor Mill - 2-Flute / 30° Chamfering G4~@10 300
/V 120
c CF300*-40602TN ;:I:Ia;rci)ter Mill - 2-Flute / 60° Chamfering Ga~@10 302

c CF300*-40902TN 7|:Ia;;ter Mill - 2-Flute / 45° Chamfering Ga~@g10 304

Carbide Spiral Cutter

Carbide Spiral Cutter for Chamfering

+
. - - . cc1oo Machine / 36-Flute / Helix 20° @25 306

Engraving End Mill
+ Engraving End Mill - Single Flute
CF500 "-40601TN Double Ended / V 60° 06 308
+ Engraving End Mill - Single Flute
< =~ CF500"-40601 Double Ended / V 60° 06 308
Special Custom Tools
—————— DRE00%-41202 Custom Stepped Drill - 2-Flute / 616 309

60°/120° / Helix 10° / V 120°

http://www.citytools.com.tw 19
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- Special Purpose Milling Cutter

Appearance Code No Description Size Pg

Special Custom Tools

= ' DR700"-40901 Custom Spot Drill - Single Flute / V90° @3 310
+ Custom Spiral Chamfer Mill - 2-Flute /
- 311
< > CF5007-40602TN Double Ended / V 60° / Helix 25° 6
P S— TA400+-11254TN Custom Tapered End Mill - 4-Flute / B1~d4 312

Double Ended / V 60° / Helix 25°

CNC Lathe Machine End Mill

+ Square Lathe - 4-Flute x 1.2D Stub Flute
- 5" 314
E SL100IE2"-14304TN / Uneven Flute / Variable Helix 30°/33° #1.5~06

Ball Nose Lathe - 4-Flute x 1.2D Stub

E SL100IE21-84304TN  Flute / Uneven Flute / Variable Helix ~ @3~@6 316
30°/33°
Corner Radius Lathe - 4-Flute x 1.2D

E SL100IE21-24304TN  Stub Flute / Uneven Flute / Variable @8 318
Helix 30°/33°
Square Fine Pitch Lathe x 1.2D Stub

E SLRF100IE2¥-14304TN Flute / Uneven Flute / Variable Helix @10 320

30°/33°
Taper End Mill
TAL00E4™-11304TN Ilanpeirean:lzzz -/‘:;::‘lijatslé Helix 30°/33° 0106 322
=T TA200127-81304TN Lanpe‘feia;:ﬂzs/e;l;;';;f / 1IR~3R 324
. — TA3001E4*-21304TN Taper Corner Radius - 4-Flute / P16 326

Uneven Flute / Variable Helix 30°/33°

HPC End Mill for Mold Machining (Torus End Mill)

Torus End / Radius End Mill for Hard
et RS10014*-23004TN Material / 4-Flute / Uneven-Straight @2 328
Flute
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- Special Purpose Milling Cutter

Appearance Code No Description Size Pg

HPC End Mill for Mold Machining (Torus End Mill)
Torus End / Radius End Mill for Hard

[a— | RS10015-23005TN Material / 5-Flute / Uneven-Straight ?3~@2 328
Flute
Torus End - Corner Radius End Mill

S — RSlOOI4+-24004TN for Hard Material / 4-Flute / Uneven- @2 330

Straight Flute

Torus End - Corner Radius End Mill
| — | RS10015-24005TN for Hard Material / 5-Flute / Uneven- @3~@2 330
Straight Flute

Oval Ball Nose End Mill

Oval Ball Nose - 4-Flute x 2D Stub Flute

- +
e — - i
0OV100i2 "-84354TN / Uneven Flute / Hehx 35°

?6~@®20 332

Oval Ball Nose - 4-Flute x 2D /
 — +. i - 334
OV200127-84354TN Uneven Flute / Helix 35° @12~p16

Carbide Keyway End Mill

Carbide Keyway End Mill - 4-Flute x
BT KE100NIE4T-11304TN 2.5D / Sharp Edge / Uneven Flute / @3~@12 336
Variable Helix 30°/33°

End Mill for Dental
DT100%-81302TN Dent?I Ba!l Nose - 2-Flute / 4mm Shank 0.3R~1R 338
/ Helix 30
DT100*-11302TN DethaI S::|uare - 2-Flute / 4mm Shank / G0.5~@2 340
Helix 30
+ Dental Corner Radius - 4-Flute / 4mm .
DT100 "-21304TN Shank / Helix 30° ?1~02 342
+ Dental Drill Bits - 2-Flute / 3mm Shank
= ] - 5~ 344
DT100"-41302TN / Helix 30° / Drill Point 140° 90.5~@3
Carbide Reamers
CR100%-51004 Carbide Reamer - 4-Flute / Straight Cut @3~@4 346
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Code No

Carbide Reamers

. CR100%-51006

Carbide Reamer - 6-Flute / Straight Cut @4.5~@12 346

. CR200IE4*-51074

Carbide Reamer - 4-Flute / Spiral Flute
/ Uneven Flute / Variable Helix 7°/9°

?3~04 348

o CR200IE31-51076

Carbide Reamer - 6-Flute / Spiral Flute
/ Uneven Flute / Variable Helix 7°/9°

@4.5~@12 348

Carbide Reamer - 3-Flute / Spiral

s CR300IE37-51553 Flute / Uneven Flute / Variable Helix ?3~@5 350
55°/56°/57°
+ Carbide Reamer - 4-Flute / Spiral Flute
———————————————— - ~ 352
CR300IE4"-51554 / Uneven Flute / Variable Helix 55°/58° @304
CR300I1E3*-51556 Carbide Reamer - 6-Flute / Spiral Flute G4.5~¢12 352
o ne— - 5™
/ Uneven Flute / Variable Helix 55°/58°
Carbide T-Slot Cutter
A CK1o0l Carbide T-Slot Cutter / Uneven Flute ?4~@30 354
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l HSS High Speed Steel Series

Appearance Code No Description Size Pg

Roughing

HSS-Square - 4-Flute / Roughing /
Uneven Flute / Variable Helix 30°/33°
HSS-Square - 5-Flute /Roughing /
Uneven Flute / Variable Helix 30°/33°

e
=
HSS-Square - 4-Flute / Roughing /
5 m— +. | -
= HS400NT-11304TN (70 o ) i 30° @8~p14 364

HS4001ET-11304TN ?6~@25 360

HS4001ET-11305TN 06~@25 362

End Mill

HSS-Square - 2-Flute End Mill /
Variable Helix 30°/33°

v = T—
m HS100IE*-11304TN HSS-Square - 4-Flute End Mill / 06~020 368

Uneven Flute / Variable Helix 30°/33°

| HS100E*-11302TN @6~@20 366

Drill

HSS-Twist Drill - 2-Flute /

+
e e s — -
HDR300 "-41302TN Helix 30° / 118° Tip

©0.2~@¢20 370

HSS-Spot Drill - 2-Flute / V 90°
—_ *. : ~
HDR100 "-40902TN 45° Chamfering P4~@20 376
a~- " HPDR100%-90120TN HS°S-Spot Drl.II - 2-Flute / V 120° /90° / Ga~g20 378
45° Chamfering
Chamfering
G’: HCF100*-a0003TN  11o5-Chamfer Mill-3-Flute /V90°/ g o g5e 349
45° Chamfering
. + HSS-Chamfer Mill - 3-Flute / V 90° / N
Q== worroortaososTn [ amfering @4.3-935 382
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_ Fiber End Mill

Carbide Fiber End Mill - 2-Flute End Face
| S — ; ~
— FG10010 / Upcut / Helix 10° ?4~010 386

Carbide Fiber End Mill - Blank End Face
m . ~
= FG20010 Upcut / Helix 10° @4~@10 386

Carbide Fiber End Mill - 2-Flute Drill /
Upcut / Helix 10°

Carbide Fiber End Mill - Burr Face /
Upcut / Helix 30°

T FG30010 @4~@10 387

?4~@10 387

: Carbide Fiber End Mill - 2-Flute End Face
R ~ 388
' FG10030 / Upcut / Helix 30° 94910

Carbide Fiber End Mill - 2-Flute Drill Point

sArREREEE ~
4 - FG30030 / Upcut / Helix 30° ?4~@10 388
Carbide Fiber End Mill - 8-Flute End Face
| - . ~
! FG500-1108 / Upcut / Helix 10° ?4~@10 389

/ Upcut / Helix 30°
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. Rotary Burrs series

Appearance Code No Description Size Pg
Eimvige—————  Type-A Cylinder / Flat End @1.5~@25 392
fm———  Type-B Cylinder / with End Cut @1.5~@25 394
@m———  Type-C Ball Nose Cylinder ?2~®20 396

Sm——— Type-D Spherical Ball @2~@25 398

&m——— Type-E Oval shape ?3~@20 400

aililm———— Type-F Ball Nose Tree shape ?3~@20 402
-iim————— Type-G Tree shape - Flat End ?3~@20 404
“im———— Type-H Flame shape ?3~@20 406
—omifm—————  Type-L Ball Nose Cone shape ?3~@20 408

—mE—————— Type-M Cone shape - Flat End ?3~0P16 410

EEm———— Type-N Inverted Cone Shape - Flat End ?3~@20 412

Em——— Type-O Cylinder Corner Radius End Cut ?3~@16 412

<@m——— Type-) Countersink deburring - V Shape 60° ?3~@25 414
m———— Type-K Countersink deburring - V Shape 90° ?3~@20 414
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A700+ Series High Speed High Feed & Finishing

@ Ultrafine Micro Grain
Carbide

Suitable for work material
*% ) ~HRC65

Optional Coating

©0OO

Optional 3 types of selectable coating

Types of Flute

%) ( J ( J ( Honing Process
( Flutes ﬁ ?i Fﬁ% rutes . . without
M with honing honing

Types of Uneven Flute Cutting edge protection
A NENENENE S with gashland sharp
Biiics | | Brutes | [ Srutes | | Grites | | Arites | | Aries protection corner
Helix angle l-SE Optional DIN Weldon Shank
30° / 35° / 40° / 45° | 46° | 55° sertes” CANEe AN

Special & Custom Tooling Services

Customization acceptable !
From Coating, flute, Helix angle, cutting length, to total length.

26 http://www.citytools.com.tw
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A700IE4"-11554TB high speea rinishing [lE]

Uneven Flute/Variable Helix angle geometry enable
High-Speed Smooth Cutting on High Hardness material

Gashland Edge Unequal Flute

e e e e e e e e e e o o o o o e e o o YR g g O S U

High Strength & Stability Edge Anti-Vibration and fast chip
Removal

Variable Helix Angle

Y F Horned Cutting Edge
Smooth Cutting Anti-Vibration d o e bt
Smooth edge reduce
Chipping & Breaking
High Helix

e e e e e e e e e o o —

TB - AITiSiN Coating

e gy S S S g R o

Anti-Oxidation & Extends
tool life

Reduce Cutting Resistance

UFMG Carbide

______________________________

High Rigidity Carbide for
Workpiece Hardness ~HRC65
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A70014 " -1146a18

*Square - 4-Flute x 3D
+Uneven Flute / Helix 46°

Best Seller
|: l. i|

Serles

g

4Flutes
>
< HRC
»65
OAL
CED Tolerance
1~3 | 0~-0.014
3~6 | 0~-0.018
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank
18~20 | 0~-0.03 m
(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
A70014%-11464TB 6 18 6 50 4
8 24 8 65
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\illraal‘lleg?)?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1 30,000 450 28,000| 390 |24,000( 220 |19,200| 195 (30,000| 450 |24,000( 220
2 20,700 650 17,040 480 |13,600| 260 (10,880| 165 (20,700 650 |13,600( 260
3 15,200 650 12,960 550 | 9,000 | 340 | 7,200 | 260 ([15,200] 650 | 9,000 [ 340
4 11,500 825 9,600 [ 570 | 6,800 | 360 | 6,100 | 280 (11,500| 825 | 6,800 | 360
5 9,100 880 7,920 | 650 | 5,500 ( 405 | 4,400 ( 310 | 9,100 | 880 | 5500 | 405
6 7,680 900 6,480 | 680 | 4,600 | 410 (3,680 | 380 (7,680 | 900 | 4,600 | 410
8 5,760 920 5,040 | 700 | 3,400 430 | 2,720 370 | 5,760 | 920 | 3,400 | 430
10 4,560 980 4,080 | 715 | 2,720 | 450 | 2,180 | 350 | 4,560 ( 980 | 2,720 | 450
12 3,840 910 3,400 | 650 |[2,300 430 | 1,840 260 | 3,840 910 | 2,300 | 430
16 2,880 800 2,550 [ 600 | 1,700 | 380 | 1,360 | 350 | 2,880 ( 800 | 1,700 | 380
20 2,880 780 2,050 | 580 | 1,360 360 | 1,200 | 260 | 2,280 | 780 | 1,360 | 360
a ae a a a a a a a a a a
Depth of |2/} = 55 0.1 - - - - -
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.03D 1.5D | 0.2D 1.5D | 0.05D

Work Material

P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A70014 " -1155a18

*Square - 4-Flute x 2.5D

+Uneven Flute / Helix 55°

arfa:¥as#as

Best Seller
|: l. i|

Serles

g

4Flutes

>
a e Z HRC
© ? »65
CEL
OAL
CED Tolerance
1~3 | 0~-0.014
3~ | 0-0.018
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank
18~20 | 0~-0.03 m
(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
5 13 6 50
A70014%-11554TB 6 15 6 50 4
8 20 8 60
10 25 10 75
12 30 12 75
16 40 16 100
20 50 20 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\illraal‘lleg?)?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1 30,000 450 28,000| 390 |24,000( 220 |19,200| 195 (30,000| 450 |24,000( 220
2 20,700 650 17,040 480 |13,600| 260 (10,880 200 (20,700| 650 |13,600( 260
3 15,200 650 12,960 550 | 9,000 | 340 | 7,200 | 260 ([15,200] 650 | 9,000 [ 340
4 11,500 825 9,600 [ 570 | 6,800 | 360 | 6,100 | 280 (11,500| 825 | 6,800 | 360
5 9,100 880 7,920 | 650 | 5,500 ( 405 | 4,400 ( 310 | 9,100 | 880 | 5500 | 405
6 7,680 900 6,480 | 680 | 4,600 | 410 | 3,680 | 320 | 7,680 | 900 | 4,600 410
8 5,760 920 5,040 | 700 | 3,400 430 | 2,720 | 340 | 5,760 | 920 | 3,400 | 430
10 4,560 980 4,080 | 715 | 2,720 | 450 | 2,180 | 315 | 4,560 ( 980 | 2,720 | 450
12 3,840 910 3,400 | 650 |2,300 430 | 1,840 300 | 3,840 910 | 2,300 | 430
16 2,880 800 2,550 [ 600 | 1,700 | 380 | 1,360 | 350 | 2,880 ( 800 | 1,700 | 380
20 2,880 780 2,050 | 580 | 1,360 360 | 1,200 | 260 | 2,280 | 780 | 1,360 | 360
a ae a a a a a a a a a a
Depth of |2/} =) 5 0.20 - - - - -
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.03D 1.5D | 0.2D 1.5D | 0.05D

Work Material

P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A700IE4 1146418

*Square - 4-Flute x 3D
+Uneven Flute / Variable Helix 46° /49°

Best Seller
|: l. i|

Serles

4Flutes
>
1o m HRC
? »65
—
OAL

CED Tolerance

1~3 | 0~-0.014

3~6 | 0~-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~20 | 0~-0.03 m

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
A7001E41-11464TB 6 18 6 50 4

8 24 8 60
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\illraal‘lleg?)?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1 32,000 460 36,500| 450 (27,000 330 |24,300( 200 |32,000( 460 (27,000| 330
2 21,500 600 18,200( 500 |13,000| 340 (11,700 200 (21,500| 600 |13,000( 340
3 15,500 850 12,100( 680 | 9,100 | 480 | 8,190 | 340 (15,500| 850 | 9,100 [ 480
4 11,800 900 9,100 | 765 | 6,800 | 520 | 6,120 | 340 |11,800( 900 | 6,800 | 520
5 9,300 900 7,300 | 810 | 5,500 600 | 4,950 460 | 9,300 900 | 5,500 | 600
6 7,900 900 6,000 | 810 | 4,600 | 610 | 4,140 | 520 | 7,900 | 900 | 4,600 ( 610
8 5,900 900 4,500 | 810 | 3,400 | 620 | 3,060 | 550 | 5,900 900 | 3,400 | 620
10 4,700 1,000 3,800 | 880 (2,720 ( 630 | 2,400 [ 520 | 4,700 | 1,000 | 2,720 | 630
12 3,500 900 2,975 | 810 | 2,300 ( 620 | 2,070 ( 490 | 3,500 900 | 2,300 | 620
16 2,650 850 2,300 (| 760 | 1,700 [ 580 | 1,530 | 470 | 2,650 [ 850 | 1,700 | 580
20 2,200 800 1,820 | 720 | 1,360 | 550 | 1,200 | 460 | 2,200 | 800 | 1,360 [ 550
a ae a a a a a a a a a a
Depth of |2 1.5D | 0.2D - : - - :
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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A700IE3" 1146618

*Square - 6-Flute x 3D

+Uneven Flute / Variable Helix 46° /49°

az
arfaz#as

Best Seller
|: l. i|

Serles

&

6 Flutes

46°/ 49
>
5 [ | @ HRC
© * »65
./
CEL ‘
OAL ‘
' CED Tolerance
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank
18420 | 0~003 | \\[[h5§)
(unit : mm)
Code No. CED CEL SD OAL Flute
6 18 6 50
8 24 8 65
+ 10 30 10 75
A700IE3™-11466TB 6
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling

Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel

Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel

Cutting

Condition | Speed Feed |Speed | Feed |Speed | Feed |Speed | Feed |Speed | Feed |Speed| Feed
CED (min™") (mm/min) | (min™") |(mm/min)[ (min~") [(mm/min)| (min™") ((mm/min)| (min~") [(mm/min)| (Mmin™") |(mm/min)
6 7,450 1,440 6,700 | 1,150 | 4,900 | 920 | 3,920 | 590 | 7,450 | 1,440 | 4,900 | 920
8 5,550 1,460 5,000 | 1,170 | 3,600 | 935 | 2,880 | 600 | 5,550 | 1,460 | 3,600 | 935
10 4,450 1,460 | 4,000 | 1,170 [ 2,900 | 935 | 2,320 | 600 | 4,450 | 1,460 | 2,900 [ 935
12 3,700 1,460 3,330 | 1,170 | 2,450 | 935 [ 1,960 | 600 | 3,700 | 1,460 | 2,450 | 935
16 2,800 1,320 2,520 | 1,050 | 1,850 | 840 | 1,480 | 545 | 2,800 | 1,320 | 1,850 | 840
20 2,250 1,200 2,030 | 970 | 1,460 | 775 | 1,168 | 495 | 2,250 | 1,200 | 1,460 | 775

1 a ae a a a a a a a a a a
P e P e P e P e P e

Depth of |2 15D | 0.2D

cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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A700IE3" 1246618

+Square - 6-Flute x 4D / Long Flute

+Uneven Flute / Variable Helix 46° /49°

arfaz¥as

Best Seller
|: l. i|

Serles

GFiutes 46°/ 49
— >
NN\ N G
°© »65
CEL ‘ ./
‘ OAL
‘ CED Tolerance
610 | 0~-0.02
10~18 | 0~-0.025 Shank
18420 | 0~003 | \\[[h5§)
(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
+ 10 40 10 100
A700IE3™-12466TB 6
12 48 12 110
16 64 16 125
20 80 20 150

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) | (min™") [(mm/min)| (min™") |[(mm/min)| (Min™") |(mm/min){ (min™) |(mm/min)| (min™") [(mm/min)
6 4,400 720 4,200 [ 650 | 3,360 | 520 | 2,650 | 390 | 4,400 | 720 | 3,360 | 520
8 3,350 850 3,200 | 760 | 2,560 ( 600 | 2,000 ( 450 | 3,350 850 | 2,560 | 600
10 2,760 920 2,600 | 830 [2,080| 660 | 1,600 | 495 |2,760 | 920 | 2,080 [ 660
12 2,200 910 2,090 | 820 | 1,650 650 | 1,300 ( 480 | 2,200 910 | 1,650 | 650
16 1,610 800 1,530 | 720 | 1,220 | 570 970 420 | 1,610 | 800 | 1,220 | 570
20 1,300 720 1,200 | 650 960 520 760 390 | 1,300 | 720 960 520
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 3D |0.03D
cut 3D |0.02D 3D (0.01D 3D |0.05D 3D (0.03D 3D |0.01D
ae

Work Material

P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A700IE3" 1246618

+Square - 6-Flute x 5D / Long Flute
+Uneven Flute / Variable Helix 46° /49°

az ar

arfaz¥as

Best Seller
|: l. i|

Serles

&

6Flutes
>
~
2 N [ | N = ~ HRC
[N ) @
CEL
OA‘L ‘
‘ CED Tolerance
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank
18~20 | 0~-0.03 hb
(unit : mm)
Code No. CED CEL SD OAL Flute
6 30 6 75
8 40 8 90
+ 10 50 10 100
A700IE3™-12466TB 6
12 60 12 110
16 80 16 150
20 100 20 200

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) | (min™") [(mm/min)| (min™") |[(mm/min)| (Min™") |(mm/min){ (min™) |(mm/min)| (min™") [(mm/min)
6 4,400 720 4,200 [ 650 | 3,360 | 520 | 2,650 | 390 | 4,400 | 720 | 3,360 | 520
8 3,350 850 3,200 | 760 | 2,560 ( 600 | 2,000 ( 450 | 3,350 850 | 2,560 | 600
10 2,760 920 2,600 | 830 [2,080| 660 | 1,600 | 495 |2,760 | 920 | 2,080 [ 660
12 2,200 910 2,090 | 820 | 1,650 650 | 1,300 ( 480 | 2,200 910 | 1,650 | 650
16 1,610 800 1,530 | 720 | 1,220 | 570 970 420 | 1,610 | 800 | 1,220 | 570
20 1,300 720 1,200 | 650 960 520 760 390 | 1,300 | 720 960 520
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 3D |0.03D
cut 3D |0.02D 3D (0.01D 3D |0.05D 3D (0.03D 3D |0.01D
ae

Work Material

P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A70014" 2146418

+Corner Radius - 4-Flute x 3D
+Uneven Flute / Helix 46°

OAL ‘

CED Tolerance
4~6 | 0~-0.018
6~10 | 0~-0.02
10~16 | 0~-0.025 Shank
16~20 | 0~-0.03 hb
(unit : mm)
Code No. CED R CEL SD OAL Flute
4 0.2R 12 4 50
5 0.2R 15 6 50
6 0.2R 18 6 50
0.2R
+ 8 24 8 65
A700147-21464T8B 0.5R 4
0.2R
10 30 10 75
0.5R
0.2R
12 36 12 80
0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel(Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) | (min™") [(mm/min)| (min™") |[(mm/min)| (Min™") |(mm/min){ (min™) |(mm/min)| (min™") [(mm/min)
4 11,500 825 9,600 | 570 | 6,800| 360 | 6,100 | 280 |11,500( 825 | 6,800 | 360
5 9,100 880 7,920 | 650 | 5,500 ( 405 | 4,400 ( 310 | 9,100 | 880 | 5500 | 405
6 7,680 900 6,480 | 680 | 4,600 | 410 (3,680 | 320 | 7,680 | 900 | 4,600 ( 410
8 5,760 920 5,040 | 700 | 3,400 430 | 2,720 | 340 | 5,760 | 920 | 3,400 | 430
10 4,560 980 4,080 | 715 | 2,720 | 450 | 2,180 | 315 | 4,560 ( 980 | 2,720 | 450
12 3,840 910 3,400 | 650 |2,300 430 | 1,840 300 | 3,840 910 | 2,300 | 430
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 1.5D | 0.1D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D (0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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A700IE4 2146418

+Corner Radius - 4-Flute x 3D
+Uneven Flute / Variable Helix 46° /49°

y ¢ . Serles
a4 as 5 R R ~ >
— FO0L0&®
1#atastas g
graraTa 4Flutes 469" \_____ /
)
=) 6
»65
—
OAL
CED Tolerance
4~6 | 0~-0.018
6~10 | 0~-0.02
10~16 | 0~-0.025 Shank
16720 | 0~003 | N\[[h5§]
(unit : mm)
Code No. CED R CEL SD OAL Flute
4 0.2R 12 4 50
5 0.2R 15 6 50
6 0.2R 18 6 50
0.2R
+ 8 24 8 65
A7001E47-21464TB 0.5R 4
0.2R
10 30 10 75
0.5R
0.2R
12 36 12 80
0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) | (min™") [(mm/min)| (min™") |[(mm/min)| (Min™") |(mm/min){ (min™) |(mm/min)| (min™") [(mm/min)
4 11,500 900 9,100 | 765 | 6,800 | 520 | 6,120 | 340 (11,800| 900 | 6,800 | 520
5 9,300 900 7,300 | 810 | 5,500 600 | 4,950 460 | 9,300 900 | 5,500 | 600
6 7,900 900 6,000 | 810 | 4,600 | 610 | 4,140 | 520 | 7,900 | 900 | 4,600 ( 610
8 5,900 920 4,500 | 810 | 3,400 | 620 | 3,060 | 550 | 5,900 | 920 | 3,400 | 620
10 4,700 1,000 3,800 | 880 (2,720 ( 630 | 2,400 [ 520 | 4,700 | 1,000 | 2,720 | 630
12 3,500 900 2,975 | 810 | 2,300 ( 620 | 2,070 ( 490 | 3,500 900 | 2,300 | 620
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 15D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.03D 1.5D | 0.2D 1.5D | 0.05D
ae

Work Material

P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A700J" 5140218

+Ball Nose - 2-Flute x 2D
+Helix 40°

CED /b

]

OAL

@

2Flules

' HRC
»65

CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R CEL SD OAL Flute
1R 4 4 50
1.5R 6 4 50
2R 6 4 50
A700J*-81402TB 28 0 ° - 2
3R 12 6 50
4R 16 8 60
5R 20 10 75
6R 24 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\;n;al‘lleg?a?:l:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1R 21,600 870 17,000 520 |13,800| 350 (12,420| 260 (21,600| 870 |13,800( 350

1.5R 14,000 840 11,700| 540 |10,100( 430 | 9,090 | 310 |14,000( 840 |10,100| 430

2R 10,800 840 9,000 | 520 | 7,700 | 410 | 6,930 | 325 [10,800| 840 | 7,700 | 410

2.5R 8,600 830 7,200 | 510 | 6,100 | 470 | 5,490 ( 360 | 8,600 | 830 | 6,100 [ 470

3R 7,200 830 5,800 | 490 | 5,100 | 390 | 4,590 | 430 | 7,200 | 830 | 5,100 390
4R 5,400 810 4,400 | 490 | 3,800 | 550 | 3,420 | 430 (5,400 | 810 | 3,800 | 550
5R 4,300 810 3,500 | 490 | 3,000 | 390 | 2,700 | 400 | 4,300 | 810 | 3,000 | 390
6R 3,600 810 2,900 | 490 | 2,500 | 390 | 2,250 | 310 | 3,600 | 810 | 2,500 ( 390
—
7
Depth of preaas ap ae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 1.5D | 0.1D
p e
0.1D | 0.2D
Work Material
Gl |G2|G3|Ga|Gs|G11|G13|G14|G15|G16|G17 A‘--.
e|loefoe|oflofof|o|e|e|e]e 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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A700J12" 8145478

+Ball Nose - 4-Flute x 2D

+Uneven Flute / Helix 45°

az ai o
7 Q&
ar#az
4Flutes ./
2
= 5 N
2 S | HRC
—
CEL
OAL
CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R CEL SD OAL Flute
1R 4 4 50
1.5R 6 4 50
2R 8 4 50
+ 2.5R 10 6 50
A700JI127-81454TB 4
3R 12 6 50
4R 16 8 60
5R 20 10 75
6R 24 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\;n;al‘lleg?a?:l:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1R 30,000 2,310 |27,000{ 1,500 |21,600( 1,010 |17,280| 700 (30,000| 2,310 |21,600( 1,010

1.5R 20,040 3,520 |18,000( 1,560 (14,400| 1,090 |11,500( 750 (20,040| 3,520 |14,400( 1,090

2R 15,000 3,130 |13,500|( 1,600 |10,800( 1,100 | 8,600 ( 770 |15,000]| 3,130 |10,800]| 1,100

2.5R 12,000 2,970 |10,800( 1,600 | 8,640 | 1,100 | 6,900 | 780 (12,000| 2,970 | 8,640 | 1,100

3R 10,080 2,480 | 8,000 | 1,400 | 7,200 | 1,120 | 5,760 | 800 |10,080( 2,480 | 7,200 | 1,120
4R 7,560 2,420 | 6,000 | 1,400 | 5,400 | 1,120 | 4,320 ( 810 | 7,560 | 2,420 | 5,400 | 1,120
5R 6,000 2,400 | 4,800 | 1,400 | 4,320 | 1,120 | 3,400 | 790 | 6,000 | 2,400 | 4,320 | 1,120
6R 5,040 2,310 | 4,000 | 1,400 | 3,600 | 1,120 | 2,880 | 780 | 5,040 | 2,310 | 3,600 | 1,120
—
7
Depth of preaas ap ae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D

Work Material

P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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A700J" 8320218

+Ball Nose - 2-Flute x 2D / Long Shank End

+Helix 40°

TTs

%
|
|
|
|
|

OAL

@

2Flules

' HRC
»65

CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R CEL SD OAL Flute
2R 8 4 75
2.5R 10 6 75
3R 12 6 75
A700J*-83402TB & ad ° 10 2
5R 20 10 100
6R 24 12 100
8R 32 16 150
10R 40 20 150

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling

Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘llegii I:::t Stainless Steel

Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel

Cutting

Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
2R 6,500 530 5850 | 425 | 5,250 ( 340 | 4,700 [ 270 | 6,500 | 530 | 5,250 | 340
2.5R 5,160 520 4,600 | 430 |4,140 | 345 | 3,700 | 275 | 5,160 [ 520 | 4,140 | 345
3R 4,320 520 3,900 | 430 | 3,510 345 | 3,160 ( 275 | 4,320 | 520 | 3,510 | 345
4R 3,240 510 2,900 | 420 (2,610 335 | 2,350 270 | 3,240 | 510 | 2,610 | 335
5R 2,580 510 2,300 | 420 (2,070 335 | 1,860 270 | 2,580 | 510 | 2,070 | 335
6R 2,160 510 1,900 | 410 | 1,710| 330 | 1,540 | 260 | 2,160 | 510 | 1,710 330
8R 1,620 500 1,450 | 400 | 1,300 | 320 | 1,170 | 255 (1,620 | 500 | 1,300 [ 320
10R 1,320 500 1,160 | 400 | 1,040 | 320 940 255 (1,320 | 500 | 1,040 ( 320

|ap
7

Depth of e ap ae ap ae ap ae ap ae ap ae

cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D
Work Material
P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | G4 | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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A700J12" 8345478

+Ball Nose - 4-Flute x 2D / Long Shank

+Uneven Flute / Helix 45°

7@ E
ar#az
4Flutes ./
N R
&S (%
© »65
CEL u
OAL
CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R CEL SD OAL Flute
2R 8 4 75
2.5R 10 6 75
3R 12 6 75
+ 4R 16 8 100
A700J127-83454TB 4
5R 20 10 100
6R 24 12 100
8R 32 16 150
10R 40 20 150

X Customized Special sizes, Coating type and Inches are available to order.

50 http://www.citytools.com.tw

vy



Recommended Cutting Condition

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘llegii I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
2R 9,000 1,500 8,100 | 1,200 | 7,290 [ 960 | 6,500 [ 760 | 9,000 | 1,500 | 7,290 | 960
2.5R 7,200 1,530 6,480 | 1,200 | 5,800 [ 960 | 5,220 ( 770 | 7,200 | 1,530 | 5,800 | 960
3R 6,000 1,530 5,400 | 1,250 | 4,860 | 1,000 | 4,360 [ 800 | 6,000 | 1,530 | 4,860 | 1,000
4R 4,500 1,480 4,050 | 1,190 | 3,650 | 950 | 3,300 | 760 | 4,500 | 1,480 | 3,650 | 950
5R 3,600 1,450 3,240 | 1,160 | 2,900 [ 930 | 2,600 ( 745 | 3,600 | 1,450 | 2,900 | 930
6R 3,000 1,400 2,700 | 1,120 | 2,430 | 895 | 2,200 | 715 | 3,000 | 1,400 | 2,430 | 895
8R 2,200 1,400 2,000 1,120 ({ 1,800 [ 890 | 1,620 ( 710 | 2,200 | 1,400 | 1,800 | 890
10R 1,800 1,280 1,520 | 1,030 | 1,460 | 825 | 1,310 | 660 | 1,800 | 1,280 | 1,460 [ 825
4
7
Depth of e ap ae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D
Work Material
P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 A‘--.

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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(LI
X600+Se ries Mold Processing & Parts Processing

==| Variable Helix Angle & Uneven Flute
es. High Speed Cutting, enable to reduce vibration and noise

B i e

Cutting edge with Gashland
Enable to reduce chipping with longer tool life

—S

Optional Coating
Optional 3 types of selectable coating

)

Ultrafine Micro Grain Carbide
Suitable for work material ~ HRC60

N e e -

Types of Flute Types of Uneven Flute
2@ @EEE | (22 E]E
2Fiutes Ariutes Griutes Aeiutes 2Futes Ariutes Lriutes 4 Ariutes Brivtes

Optional DIN Weldon Shank Honing Process

Special & Custom Tooling Services

Customization acceptable !
From Coating, flute, Helix angle, cutting length, to total length.
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Smooth cutting & Longer Tool Life

X600IE with Uneven Flute/Variable Helix angle geometry design, TO
coating (AITiCrSiN) layer with high temperature resistance and high

hardness, resulting in better cutting stability and increasing longer tool
life 30%.

Suitable for Mild steels, Cast Irons, Hardened steels
with longer tool life.

0 210 4P Gp 8p 190 1%0
CityTools 100m Can Continue
Competitor 70m  Burrs
Tool X600IE*-11374TO
Tool Size @10
Work Material S50C
Tools Wearness Chart Milling Method Side Milling
012 Cutting Speed 3870 rev/min
o Feed Rate 850 (0.055 mm/t)
008 Depth of Cut Ap=15mm, Ae=1mm
006 Coolant Air Cooling
0.4 Machine Vertical Machining Center
General EndMills —e— Anti-Vibration Series
C Unique heat resistance coating reduce wear reduction )

Longer Tool life and Better Surface

Under the same condition of cutting, the wear resistance of X600IE+-11394TO
is about 30% lower and get longer tool life comparing with competitor brand.
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X60014 " -1137a10

*Square - 4-Flute x 2.5D
+Uneven Flute / Helix 37°

¥ =
B 660®

NN —

CED | Tolerance

1~3 | 0~-0.014

3~ | 0-0.018

6~10 | 0~-0.02 Shank

10~12 | 0™-0.025 hb

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
X60014*-11374T0 5 13 6 50 4

6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘llegii I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1 30,000 470 27,180 360 |21,600( 250 |17,000| 170 (30,000| 470 |21,600( 250
2 18,600 580 16,740 440 |12,240| 210 | 9,700 | 150 (18,600| 580 |12,240( 210
3 13,700 690 12,330 520 | 9,270 | 240 | 7,400 | 230 (13,700| 690 | 9,270 | 240
4 10,300 740 9,270 | 560 | 6,900 | 360 | 5,500 | 250 |10,300( 740 | 6,900 | 360
5 8,200 790 7,380 | 600 |5,670( 400 | 4,500 ( 280 | 8,200 790 | 5,670 | 400
6 6,600 820 5940 | 750 | 4,700 | 480 | 3,800 | 340 | 6,600 | 820 | 4,700 | 480
8 5,100 870 4,590 750 |3,600| 470 | 2,880 | 330 | 5,100 ( 870 | 3,600 | 470
10 4,100 880 3,690 | 670 |2,880( 450 | 2,300 ( 320 | 4,100 | 880 | 2,880 | 450
12 3,400 820 3,060 | 620 | 2,430 340 | 1,900 ( 230 | 3,400 820 | 2,430 | 340
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D (0.03D 1.5D | 0.2D 1.5D | 0.05D
ae

Work Material

P M . R°ughing Finishi"®
Gl | G2 | G3 | G4 | G5 [G11|G13|G14|G15|G16|G17 | S
100

~
wn
I

Y

([ ] ([ ] (] (©)

(0]
(0]
(0]
[
[ J
[
(0]

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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X60014 " -1137a10

*Square - 4-Flute x 3D
+Uneven Flute / Helix 37°

arm az Se
b

& ==

arfa:#¥as#as °

CED | Tolerance

1~3 | 0~-0.014

3~ | 0-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank
18720 | 0~003 | \\[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
X60014*-11374TO 6 18 6 50 4
8 24 8 60
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Worl_< Alloyed Steel Hardened Steel(Hardened Steel|Hardened Steel l(\illraal‘lleg?)?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™") (mm/min) [ (min™) |(mm/min){ (min™) |(mm/min)| (min™) |(mm/min)| (min™) |(mm/min)| (min™") [(mm/min)
1 30,000 470 27,180| 360 (21,600, 250 |17,000| 170 |30,000| 470 |21,600( 250
2 18,600 580 16,740 440 |12,240( 210 | 9,700 | 150 |18,600( 580 |12,240| 210
3 13,700 690 12,330 520 | 9,270 | 240 | 7,400 | 230 |13,700( 690 | 9,270 | 240
4 10,300 740 9,270 | 560 | 6,900 | 360 | 5,500 | 250 (10,300| 740 | 6,900 | 360
5 8,200 790 7,380 | 600 | 5,670 | 400 | 4,500 | 280 | 8,200 | 790 | 5,670 400
6 6,600 820 5,940 ( 750 | 4,700 | 480 | 3,800 [ 340 | 6,600 | 820 | 4,700 | 480
8 5,100 870 4590 750 | 3,600 | 470 | 2,880 | 330 | 5,100 | 870 | 3,600 | 470
10 4,100 880 3,690 | 670 | 2,880 | 450 | 2,300 | 320 | 4,100 | 880 | 2,880 ( 450
12 3,400 820 3,060 | 620 | 2,430 | 340 | 1,900 | 230 | 3,400 | 820 | 2,430 ( 340
16 2,600 720 2,340 | 460 | 1,890 | 270 | 1,500 | 190 | 2,600 | 720 | 1,890 ( 270
20 2,050 680 1,840 | 370 | 1,500 | 190 | 1,200 | 140 | 2,050 | 680 | 1,500 190

cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.03D 1.5D | 0.2D 1.5D | 0.05D

ap ae
a ap aAe ap ae ap ade ap Ae ap ae
Depth of ‘1% 1.5D | 0.2D

Work Material

P M| K S H . Roygy, ing \:'\n'\s\'\'m%
Gl | G2 |(G3 | G4 | G5 |G11(G13|G14|G15|G16|G17 --; A‘-
100

A4

([ ] [ ] ® (e} o) o (@) ([ ] [ ] (] (o)

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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X60014 " -1237410

*Square - 4-Flute x 4D / Long Flute
+Uneven Flute / Helix 37°

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 hb

(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
X60014*-12374T0 12 48 12 110 4

16 64 16 125
20 80 20 150
25 100 25 200

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) | (min™") [(mm/min)| (min™") |[(mm/min)| (Min™") |(mm/min){ (min™) |(mm/min)| (min™") [(mm/min)
6 4,350 560 4,200 | 520 | 3,360 | 365 | 2,650 | 255 | 4,350 [ 560 360 365
8 3,300 570 3,200 | 550 | 2,560 385 | 2,000 ( 270 | 3,300 | 570 | 2,560 | 385
10 2,650 570 2,600 | 570 |2,080( 400 | 1,600 [ 280 | 2,650 570 | 2,080 | 400
12 2,210 560 2,100 | 525 (1,650 370 | 1,300 [ 260 | 2,210 | 560 | 1,650 | 370
16 1,690 560 1,606 | 520 | 1,220 | 365 970 255 (1,690 | 560 | 1,220 | 365
20 1,330 540 1,200 | 510 960 360 760 250 | 1,330 | 540 960 360
25 1,020 530 970 500 770 350 610 245 | 1,020 | 530 770 350
a ae a a a a a a a a a a
p e P e p e p e p e
Depth of |2 3D |0.03D
cut s 3D |0.02D 3D (0.01D 3D |(0.05D 3D 0.2D 3D (0.01D
ae

Work Material

P M| K S H Roygy, ing \:'\n'\s\'\'m%
Gl | G2 | G3 | G4 | G5 |G11|G13|G14|G15|G16|G17 --; A‘--
oe|lo|oe|of|oflo|o|e|e|e]o0 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600IE4 -1139410

*Square - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 39° /42°

@ D —

S 0

CED | Tolerance

1~3 | 0~-0.014

3“6 | 0~-0.018

6~10 | 0~-0.02 Shank

10~12 | 0™-0.025 hb

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
X6001E4%-11394TO 5 13 6 50 4

6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘llegii I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1 30,000 450 28,500| 400 |22,000( 260 |17,600| 180 (30,000| 450 |22,000( 260
2 16,000 500 15,200 470 12,800 360 (10,240| 210 (16,000 500 |12,800( 360
3 11,600 646 11,020 517 | 9,700 | 430 | 7,760 | 300 (11,600| 646 | 9,700 [ 430
4 10,350 820 9,300 | 656 | 7,200 | 520 | 5,760 | 355 |10,350( 820 | 7,200 | 520
5 8,300 920 7,500 | 736 |6,000 (| 560 | 4,800 370 | 8,300 920 | 6,000 | 560
6 6,900 950 6,200 | 760 | 4,900 | 570 | 3,920 | 340 (6,900 | 950 | 4,900 570
8 5,300 960 4,770 | 768 | 3,780 | 595 | 3,000 | 350 | 5,300 960 | 3,780 | 595
10 4,140 910 3,700 | 728 | 3,000 ( 580 | 2,400 ( 390 | 4,140 | 910 | 3,000 | 580
12 3,450 880 3,100 | 704 | 2,500 ( 530 | 2,000 260 | 3,450 880 | 2,500 | 530
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D (0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
p M|K| S H

, L ning
Roughpg Finish -
61| G2 | G3 | G4 | G5 |G11|G13|G14|G15|G16|G17 . el

A

>
»

([ ] ([ ] (] (©)

(0]
(0]
(0]
[
[ J
[
(0]

100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600IE4 -1139410

*Square - 4-Flute x 3D
+Uneven Flute / Variable Helix 39° /42°

CED | Tolerance

1~3 | 0~-0.014

3~ | 0-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank
18720 | 0~003 | \\[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
X6001E41-11394TO 6 18 6 50 4
8 24 8 60
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Worl_< Alloyed Steel Hardened Steel(Hardened Steel|Hardened Steel l(\illraal‘lleg?)?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™") (mm/min) [ (min™) |(mm/min){ (min™) |(mm/min)| (min™) |(mm/min)| (min™) |(mm/min)| (min™") [(mm/min)
1 30,000 450 28,500| 400 (22,000, 260 |17,600| 180 (30,000 450 |22,000( 260
2 16,000 500 15,200( 470 |12,800( 360 |10,240( 210 |16,000( 500 |12,800| 360
3 11,600 646 11,020 517 | 9,700 [ 430 | 7,760 | 300 |11,600( 646 | 9,700 | 430
4 10,350 820 9,300 [ 656 | 7,200 | 520 | 5,760 | 355 [10,350| 820 | 7,200 | 520
5 8,300 920 7,500 | 736 | 6,000 | 560 |4,800| 370 | 8,300 | 920 | 6,000 [ 560
6 6,900 950 6,200 [ 760 | 4,900 ( 570 | 3,920 ( 340 | 6,900 | 950 | 4,900 | 570
8 5,300 960 4,770 | 768 | 3,780 | 595 | 3,000 | 350 | 5,300 | 960 | 3,780 | 595
10 4,140 910 3,700 | 728 | 3,000 | 580 | 2,400 | 390 | 4,140 | 910 | 3,000 | 580
12 3,450 880 3,100 | 704 | 2,500 | 530 |2,000| 360 | 3,450 | 880 | 2,500 530
16 2,600 860 2,340 | 710 | 1,800 | 515 | 1,440 | 350 | 2,600 | 860 | 1,800 | 515
20 2,070 860 1,860 | 705 | 1,440 | 510 | 1,150 | 300 | 2,070 | 860 | 1,440 510

cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.03D 1.5D | 0.2D 1.5D | 0.05D

ap ae
a ap aAe ap ae ap ade ap Ae ap ae
Depth of ‘1% 1.5D | 0.2D

Work Material

P M| K S H Roygy, ing \:'\n'\s\'\'m%
Gl | G2 | G3 | G4 | G5 |G11|G13|G14|G15|G16|G17 --; A‘--
oe|lo|oe|of|oflo|o|e|e|e]o0 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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X600IE3"-1239610

*Square - 6-Flute x 4D / Long Flute
+Uneven Flute / Variable Helix 39° /42°

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 hb

(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
X6001E3*-12396TO 12 48 12 110 6

16 64 16 125
20 80 20 150
25 100 25 200

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) | (min™") [(mm/min)| (min™") |[(mm/min)| (Min™") |(mm/min){ (min™) |(mm/min)| (min™") [(mm/min)
6 4,300 720 4,100 | 650 | 3,280 | 520 | 2,650 | 390 | 4,300 ( 720 3280 520
8 3,300 850 3,100 | 760 | 2,480 600 | 2,000 [ 450 | 3,300 | 850 | 2,480 | 600
10 2,700 860 2,500 | 830 |[2,000 (| 660 | 1,600 ( 495 | 2,700 | 860 | 2,000 | 660
12 2,200 880 2,000 | 820 (1,650 650 | 1,300 ( 480 | 2,200 | 880 | 1,650 | 650
16 1,600 800 1,500 | 720 | 1,220 | 570 970 420 (1,600 | 800 | 1,220 | 570
20 1,300 720 1,200 | 650 960 520 760 390 | 1,300 | 720 960 520
25 1,000 715 950 645 770 510 610 380 | 1,000 | 715 770 510
a ae a a a a a a a a a a
e e e e e
Depth of |2 3D |0.03D i i i i i
cut s 3D |0.02D 3D (0.01D 3D |(0.05D 3D 0.2D 3D (0.01D
ae
Work Material
: MK > 2 R°Ughing ginishing
Gl | G2 | G3 | Ga | G5 |G11|G13|G14|G15|G16|G17 [ — A‘--
[ ) () (] (@] (0] (@] (@] [ ] [ ([ ] (@) ‘100 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600IE3"-1239610

*Square - 6-Flute x 5D / Long Flute
+Uneven Flute / Variable Helix 39° /42°

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 hb

(unit : mm)
Code No. CED CEL SD OAL Flute
6 30 6 75
8 40 8 90
10 50 10 100
X6001E3*-12396TO 12 60 12 110 6

16 80 16 150
20 100 20 200
25 125 25 200

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘llegii I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
6 4,300 720 4,100 | 650 | 3,280 | 520 | 2,650 | 390 | 4,300 ( 720 3280 | 520
8 3,300 850 3,100 | 760 | 2,480 600 | 2,000 [ 450 | 3,300 | 850 | 2,480 | 600
10 2,700 860 2,500 | 830 |[2,000 (| 660 | 1,600 ( 495 | 2,700 | 860 | 2,000 | 660
12 2,200 880 2,000 | 820 (1,650 650 | 1,300 ( 480 | 2,200 | 880 | 1,650 | 650
16 1,600 800 1,500 | 720 | 1,220 | 570 970 420 (1,600 | 800 | 1,220 | 570
20 1,300 720 1,200 | 650 960 520 760 390 | 1,300 | 720 960 520
25 1,000 715 950 645 770 510 610 380 | 1,000 | 715 770 510
a ae a a a a a a a a a a
e e e e e
Depth of |2 3D |0.03D i i i i i
cut s 3D |0.02D 3D (0.01D 3D |(0.05D 3D 0.2D 3D (0.01D
ae

Work Material

P M| K S H . Roygy, ing \:'\n'\s\'\'m%
Gl | G2 |(G3 | G4 | G5 |G11(G13|G14|G15|G16|G17 --; A‘-
100

Y

([ ] [ ] ® (e} o) o (@) ([ ] [ ] (] (o)

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600M *-1435210

+Square - 2-Flute x 1D / Miniature
+Helix 35°

>
7 GE®
a CEL 60
O | = ./
OAL ‘

CED | Tolerance Shank

02709 | 0~0014 | \\[[5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
0.2 0.2 4 45
0.3 0.3 4 45
0.4 0.4 4 45
X600M*-14352T0 o> 0> . » 2
0.6 0.6 4 45
0.7 0.7 4 45
0.8 0.8 4 45
0.9 0.9 4 45

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\;n;al‘lleg?a?:l:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
0.2 32,000 125 32,000| 115 (32,000 92 |24,000( 53 32,000 125 (32,000 92

0.3 32,000 190 32,000( 175 (32,000 140 |18,000( 62 (32,000f 190 |32,000( 140

0.4 32,000 250 32,000 230 |32,000( 185 |14,000( 65 |[32,000| 250 |32,000| 185

0.5 32,000 320 32,000( 295 (26,000 190 |12,000( 70 (32,000| 320 |26,000( 190

0.6 32,000 380 32,000( 350 (22,000| 210 |11,000( 75 |(32,000| 380 |22,000( 210

0.7 32,000 440 |32,000| 405 |19,000| 210 |10,000| 78 |32,000| 440 (19,000 210

0.8 32,000 510 29,000 420 |17,000( 215 [9,000| 80 |32,000f 510 (17,000| 215

0.9 32,000 560 26,000 420 |16,000( 220 | 8,000 | 80 |32,000| 560 |16,000| 220

%2 W’Z ap
Depth of 7% ar e ap e ap ae ap ae ap ae

0.1D 1D 0.02D| 1D 0.01D| 1D 0.1D 1D 0.02D| 1D

cut ap a

0.1D | 1D

Work Material

P M| K S H Roygy, ing \:'\n'\s\'\'m%
Gl | G2 |(G3 | G4 | G5 |G11(G13|G14|G15|G16|G17 --; A‘-
100

([ ] [ ] ® (e} o) o (@) ([ ] [ ] (] (o)

Y

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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X600JM " -8435210

+Ball Nose - 2-Flute x 1D / Miniature
+Helix 35°

jFﬂ%
|
|
|
|
|
|
|
—
wI N
22| |2

CED | Tolerance Shank
R w001 | KN[h5f]
(unit : mm)
Code No. R CEL SD OAL Flute
0.1R 0.2 4 45
0.15R 0.3 4 45
0.2R 0.4 4 45
X600JM*-84352T0 0258 o> ¢ ® 2

0.3R 0.6 4 45
0.35R 0.7 4 45
0.4R 0.8 4 45
0.45R 0.9 4 45

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\;n;al‘lleg?a?:l:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)

0.1R 35,000 256 35,000( 205 (35,000 175 |35,000( 160 (35,000| 256 |[35,000( 175

0.15R 35,000 400 35,000( 320 (35,000| 265 |35,000( 240 (35,000| 400 (35,000 265

0.2R 35,000 520 35,000 416 (32,000 330 |30,000( 280 (35,000| 520 |32,000( 330

0.25R 35,000 650 [35,000( 520 |32,000| 430 (30,000( 360 |35,000| 650 (32,000| 430

0.3R 35,000 800 35,000 640 (28,000| 440 |26,000( 375 (35,000| 800 |28,000( 440

0.35R 35,000 950 |35,000| 760 |28,000( 515 ([26,000( 440 (35,000( 950 (28,000 515

0.4R 35,000 1,100 (35,000| 880 |25,000( 520 |24,000| 460 |35,000( 1,100 |25,000| 520

0.45R 35,000 1,250 (35,000| 1,000 |23,000( 560 |22,000| 480 |35,000( 1,250 |23,000| 560

Depth of - ap ae ap ae ap ae ap ae ap ae
cut 0.02D | 0.05D 0.02D | 0.05D 0.02D | 0.05D 0.02D | 0.05D 0.02D | 0.05D

Work Material

P M| K S H Roygy, ing \:'\n'\s\'\'m%
Gl | G2 | G3 | G4 | G5 |G11|G13|G14|G15|G16|G17 --; A‘--
oe|lo|oe|of|oflo|o|e|e|e]o0 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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X600IE4 -1339410

+Square - 4-Flute x 2.5D / Long Shank
+Uneven Flute / Variable Helix 39° /42°

CED | Tolerance
4~6 | 0~-0.018
6~10 | 0~-0.02 Shank
10712 | 0~-0.025 hb
(unit : mm)
Code No. CED CEL SD OAL Flute
4 10 4 75
5 13 6 75
+ 6 15 6 75
X6001E4™-13394TO 4
8 20 8 100
10 25 10 100
12 30 12 100

X Customized Special sizes, Coating type and Inches are available to order.

72 http://www.citytools.com.tw

ST S S S S



I

Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘lleg?j: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) | (min™") [(mm/min)| (min™") |[(mm/min)| (Min™") |(mm/min){ (min™) |(mm/min)| (min™") [(mm/min)
4 8,000 620 5600 | 390 (4,800 320 | 2,400 | 160 | 8,000 | 620 | 4,800 | 320
5 6,500 635 4,500 | 400 | 3,800 | 320 | 1,900 | 160 | 6,500 [ 635 | 3,800 | 320
6 5,300 650 3,700 | 405 | 3,200 340 | 1,600 170 | 5,300 650 | 3,200 | 340
8 4,000 670 2,800 | 420 | 2,390 | 360 | 1,200 | 180 | 4,000 | 670 | 2,390 ( 360
10 3,100 680 2,200 | 430 | 1,900 [ 380 960 190 | 3,100 [ 680 | 1,900 | 380
12 2,600 695 1,860 | 435 | 1,600 [ 380 800 190 | 2,600 | 695 | 1,600 | 380
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 15D | 0.1D
cut 1.5D | 0.05D 1.5D | 0.02D 1.5D | 0.01D 1.5D | 0.1D 1.5D | 0.02D
ae

Work Material

P M . R°ughing Finishi"®
Gl | G2 | G3 | G4 | G5 [G11|G13|G14|G15|G16|G17 | S
100

~
wn
I

Y

([ ] [ ] ® (e} o) o (@) ([ ] [ ] (] (o)

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600)J " 8137210

+Ball Nose - 2-Flute x 2D
+Helix 37°

CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R CEL SD OAL Flute
0.5R 2 4 50
1R 4 4 50
1.5R 6 4 50
2R 8 4 50
X600J*-81372T0 28 0 ° - 2

3R 12 6 50
4R 16 8 60
5R 20 10 75
6R 24 12 75
8R 32 16 100

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\illraal‘llegzilzg:t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)

0.5R 29,000 580 28,000 350 |23,000| 290 (20,000 220 |29,000| 580 |(23,000| 290

1R 21,000 840 17,000| 520 |13,800( 350 |12,420| 260 |21,000( 840 |13,800| 350

1.5R 14,000 840 11,700| 540 (10,000| 430 | 9,000 | 310 |14,000( 840 |10,000( 430

2R 10,500 840 9,000 | 520 | 7,700 | 410 | 6,930 | 320 |10,500( 840 | 7,700 | 410

2.5R 8,600 830 7,200 | 510 | 6,100 | 470 | 5,490 ( 324 | 8,600 | 830 | 6,100 [ 470

3R 7,200 830 5,800 [ 490 | 5,100 | 480 | 4,590 ( 344 | 7,200 | 830 | 5,100 | 480
4R 5,400 810 4,400 | 490 | 3,900 | 490 | 3,510 | 328 | 5,400 | 810 | 3,900 | 490
5R 4,300 810 3,500 | 490 | 3,200 | 490 (2,880 | 320 | 4,300 | 810 | 3,200 | 490
6R 3,600 810 2,900 | 490 | 2,500 | 450 | 2,250 | 310 | 3,600 | 810 | 2,500 ( 450
8R 2,700 800 2,200 [ 490 | 1,900 ( 450 | 1,700 [ 250 | 2,700 | 800 | 1,900 | 450
—
7
Depth Of e ap aAe ap ae ap ae ap Ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D

Work Material

P M| K S H . Roygy, ing \:'\n'\s\'\'m%
Gl | G2 |(G3 | G4 | G5 |G11(G13|G14|G15|G16|G17 --; A‘-
100

A4

() ° (] (@] (0] (o] (@] [ ] [ ] ([ ] (o] 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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X600J12" 8140410

+Ball Nose - 4-Flute x 2D
+Uneven Flute / Helix 40°

(unit : mm)
Code No. R CEL SD OAL Flute

0.5R 2 4 50

1R 4 4 50
1.5R 6 4 50

2R 8 4 50
2.5R 10 6 50

X600J12*-81404T0 3R 12 6 50 4

4R 16 8 60

5R 20 10 75

6R 24 12 75

8R 32 16 100

10R 40 20 100

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\illraal‘llegzilzg:t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)

0.5R 30,400 920 27,600 816 |22,080| 576 (17,664| 400 |30,400| 920 |(22,080| 576

1R 23,200 1,440 (21,600| 1,120 |17,280( 808 |13,824| 560 |23,200( 1,440 |17,280| 808

1.5R 16,000 2,000 (14,400| 1,246 |11,500| 872 | 9,200 | 600 |16,200( 2,000 |11,500( 872

2R 12,000 2,000 |10,800( 1,280 | 8,600 | 880 | 6,880 [ 640 (12,000| 2,000 | 8,600 [ 880

2.5R 9,600 1,804 | 8,640 | 1,280 | 6,900 | 880 | 5,520 | 640 | 9,600 | 1,804 | 6,900 | 880

3R 8,048 1,560 7,200 | 1,120 | 5,760 | 800 | 4,608 | 560 | 8,064 | 1,560 | 5,760 [ 800
4R 6,048 1,520 5,440 | 1,120 | 4,320 | 800 | 3,456 | 560 | 6,048 | 1,520 | 4,320 | 800
5R 4,800 1,456 4,320 | 1,120 | 3,400 | 800 | 2,720 | 560 | 4,800 | 1,456 | 3,400 | 800
6R 4,032 1,456 3,600 | 1,120 | 2,880 | 800 | 2,304 | 560 (4,032 | 1,456 | 2,880 | 800
8R 2,976 1,456 2,640 | 1,120 | 2,100 [ 800 | 1,680 [ 560 | 2,976 | 1,456 | 2,100 | 800
10R 2,400 1,320 2,160 | 1,000 | 1,700 [ 696 | 1,360 | 488 | 2,400 | 1,320 | 1,700 | 696
—+
7
Depth of preaas ap ae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D
Work Material
P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | G4 | G5 |G11|G13|G14|G15|G16|G17 — A‘- .
() ° (] (@] (0] (o] (@] [ ] [ ] ([ ] (o] ‘100 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600)J " 8337210

+Ball Nose - 2-Flute x 2D / Long Shank
+Helix 37°

EI ) -37°
Flute:

N
feSS———— 1 (w
°© »60
CEL
OAL

CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R CEL SD OAL Flute
0.5R 2 4 75
1R 4 4 75
1.5R 6 4 75
2R 8 4 75
2.5R 10 6 75
X600J*-83372T0 3R 12 6 75 2
4R 16 8 100
5R 20 10 100
6R 24 12 100
8R 32 16 100
10R 40 20 100

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\illraal‘llegzilzg:t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)

0.5R 20,000 380 17,000 300 |15,300( 240 |13,800| 190 |20,000( 380 |15,300| 240

1R 12,000 500 10,800| 400 | 9,720 | 320 | 8,800 | 250 |12,000( 500 | 9,720 | 320

1.5R 8,500 530 7,650 | 420 (6,890 | 335 | 6,200 270 | 8,500 | 530 | 6,890 | 335

2R 6,500 530 5850 | 425 (5,250 | 340 | 4,700 [ 270 | 6,500 | 530 | 5,250 ( 340

2.5R 5,160 520 4,600 | 430 | 4,140 | 345 | 3,700 | 275 |5,160 [ 520 | 4,140 | 345

3R 4,320 520 3,900 | 430 | 3,510 | 345 | 3,160 | 275 (4,320 | 520 | 3,510| 345
4R 3,240 510 2,900 | 420 (2,610 335 | 2,350 270 | 3,240 | 510 | 2,610 | 335
5R 2,580 510 2,300 | 420 (2,070 335 | 1,860 ( 270 | 2,580 | 510 | 2,070 | 335
6R 2,160 510 1,900 [ 410 | 1,710 | 330 (1,540 | 260 | 2,260 | 510 | 1,710 | 330
8R 1,620 500 1,450 | 400 | 1,300 | 320 (1,1700| 255 (1,620 | 500 | 1,300 [ 320
10R 1,320 500 1,160 | 400 | 1,040 | 320 940 255 (1,320 | 500 | 1,040 ( 320
—+
7
Depth of preaas ap ae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D
Work Material
P |m[K] s H Rou -
ghlng Fin .
G1|G2|G3|Gal6s |G11|613|G14|G15|G16|G17 . _a
() ° ( (@] (0] (o] (@] [ ] [ ] ([ ] (o] ‘100 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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X600J12"-8340410

+Ball Nose - 4-Flute x 2D / Long Shank
+Uneven Flute / Helix 40°

ar az
N - — T
az ar
~49°
ar#a

Flutes
N R
T —— I
© »60
CEL u
OAL
CED
R

(unit : mm)
Code No. R CEL SD OAL Flute

0.5R 2 4 75

1R 4 4 75

1.5R 6 4 75

2R 8 4 75

X600J12%-83404TO 2.5R 10 6 75 4

3R 12 6 75

4R 16 8 100

5R 20 10 100

6R 24 12 100

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel I(\;n;al‘lleg?a?:l:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)

0.5R 25,000 900 22,500 720 |22,250| 570 (18,200 455 |25,000| 900 |(20,250| 570

1R 18,000 1,400 (16,200| 1,120 |14,580( 890 |13,100| 710 |18,000( 1,440 |14,580| 890

1.5R 12,000 1,480 |10,800| 1,180 | 9,720 | 940 | 8,750 | 750 (12,000( 1,480 | 9,720 | 940

2R 9,000 1,500 | 8,100 | 1,200 | 7,290 [ 960 | 6,500 | 760 | 9,000 | 1,500 | 7,290 | 960

2.5R 7,200 1,530 | 6,480 | 1,200 | 5,800 | 960 | 5,220 | 770 | 7,200 | 1,530 | 5,800 | 960

3R 6,000 1,530 5,400 | 1,250 | 4,860 | 1,000 | 4,360 [ 800 | 6,000 | 1,530 | 4,860 | 1,000
4R 4,500 1,480 4,050 | 1,190 | 3,650 [ 950 | 3,300 | 760 | 4,500 | 1,480 | 3,650 [ 950
5R 3,600 1,450 3,240 | 1,160 | 2,900 | 930 | 2,600 | 745 3,600 | 1,450 | 2,900 | 930
6R 3,000 1,400 2,700 | 1,120 | 2,430 | 895 2,200 | 715 3,000 | 1,400 | 2,430 | 895
|ap
7
Depth Of Freae ap ae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.03D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D
Work Material
P M| K S H ROUgh ing \:'\n'\s\'\'m%
Gl | G2 | G3 | G4 | G5 |G11|{G13|G14|G15|G16|G17 _— A‘- .
() ° (] (@] (0] (o] (@] [ ] [ ] ([ ] (@) ‘100 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600IE4 -2139410

+Corner Radius - 4-Flute x 3D
+Uneven Flute / Variable Helix 39° /42°

/e P\ e
N — \

T2 OE
Z -
1Fa¥azFaq ,/
aiFaitaita Qriuees . 392" \____/
&
)
2 (S — HRC
N/
CEL
OAL
CED | Tolerance
1~3 | 0~-0.014
3~ | 0-0.018
6~10 | 0~-0.02 Shank
10~12 | 0™-0.025 hb
(unit : mm)
Code No. CED R CEL SD OAL Flute
1 0.2R 3 4 50
2 0.2R 6 4 50
3 0.2R 9 4 50
4 0.2R 12 4 50
5 0.2R 15 6 50
+ 6 0.2R 18 6 50
X6001E4™-21394TO 4
0.2R
8 24 8 65
0.5R
0.2R
10 30 10 75
0.5R
0.2R
12 36 12 80
0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘llegii I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1 31,000 450 29,450 400 |22,700( 260 |18,600| 200 (31,000| 450 |22,700( 260
2 16,000 500 15,200 470 |12,800| 305 (10,000 230 (16,000 500 |12,800( 305
3 11,600 646 11,020 517 | 9,700 | 430 | 7,000 | 320 (11,600| 646 | 9,700 [ 430
4 10,350 820 9,300 | 656 | 7,200 | 510 | 6,000 | 390 |10,350( 820 | 7,200 | 510
5 8,300 920 7,500 | 736 |6,000( 550 | 4,860 410 | 8,300 | 920 | 6,000 | 550
6 6,900 950 6,200 | 760 | 4,900 | 560 |4,050| 360 (6,900 | 950 | 4,900 ( 560
8 5,300 960 4,770 | 768 | 3,600 | 560 | 2,700 | 365 | 5,300 960 | 3,600 | 560
10 4,140 910 3,700 | 728 | 2,850 ( 560 | 2,430 ( 430 | 4,140 | 910 | 2,850 | 560
12 3,450 880 3,100 | 704 | 2,375 530 | 2,000 | 400 | 3,450 880 | 2,375 | 530
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D (0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
p M|K| S H

, L ning
Roughpg Finish -
61| G2 | G3 | G4 | G5 |G11|G13|G14|G15|G16|G17 . el

A

>
»

([ ] ([ ] (] (©)

(0]
(0]
(0]
[
[ J
[
(0]

100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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X600IE4 -2339410

+ Corner Radius - 4-Flute x 3D / Long Shank
+Uneven Flute / Variable Helix 39° /42°

CED | Tolerance
1~3 | 0~-0.014
3~ | 0-0.018
6~10 | 0~-0.02 Shank
10~12 | 0™-0.025 hb
(unit : mm)
Code No. CED R CEL SD OAL Flute
1 0.2R 3 4 75
2 0.2R 6 4 75
3 0.2R 9 4 75
4 0.2R 12 4 75
5 0.2R 15 6 75
. 6 0.2R 18 6 75
X6001E4™-23394TO 4
0.2R
8 24 8 100
0.5R
0.2R
10 30 10 100
0.5R
0.2R
12 36 12 100
0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel|Hardened Steel|Hardened Steel l(\;n;al‘llegii I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC iron Cast steel
Cutting
Condition | Speed Feed |[Speed| Feed |Speed | Feed |Speed| Feed |Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™") |(mm/min)[ (Min™") |(mm/min)[ (Min™") |(mm/min)|[ (Min™") |(mm/min)[ (mMin™") |(mm/min)
1 26,400 480 22,000| 360 |19,100( 300 | 9,500 | 150 (26,400| 480 |19,100( 300
2 13,200 500 11,000( 370 | 9,550 | 315 (4,800 | 158 (13,200f 500 | 9,550 [ 315
3 10,500 600 7,400 | 380 | 6,370 315 | 3,200 | 158 |10,500| 600 | 6,370 | 315
4 8,000 620 5,600 | 390 (4,800 320 | 2,400 ([ 160 | 8,000 | 620 | 4,800 | 320
5 6,500 635 4,500 | 400 |3,800| 320 | 1,900 | 160 | 6,500 635 | 3,800 | 320
6 5,300 650 3,700 | 405 | 3,200 | 340 | 1,600 | 170 (5,300 | 650 | 3,200 | 340
8 4,000 670 2,800 | 420 (2,390 360 | 1,200 180 | 4,000 670 | 2,390 | 360
10 3,100 680 2,200 | 430 | 1,900 [ 380 960 190 | 3,100 [ 680 | 1,900 | 380
12 2,600 695 1,860 | 435 | 1,600 | 380 800 190 | 2,600 [ 695 | 1,600 | 380
1 a ae a a a a a a a a a a
P e P e P e P e P e
Depth of |2 1.5D | 0.1D
cut 1.5D | 0.05D 1.5D | 0.02D 1.5D (0.01D 1.5D | 0.1D 1.5D | 0.05D
ae

Work Material

: MK > n R°Ughing ginishing
Gl | G2 | G3 | G4 | G5 |G11|{G13|G14|G15|G16|G17 |- A‘-
() ° (] (@] (0] (o] (@] [ ] [ ] ([ ] (o] ‘1 00 '0 ) 100 g

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QLI L
SSOO+ Se ries Machinery Parts & General Process

This series is mainly focus on high speed cutting in roughing and semi-
finishing process on hardness material <HRCS55.

Solid Carbide Material

@ Super Micro Grain Carbide

Applicable for material HRC 55

Coating Type

© 0o

Types of Flute

%] [ j [ ] [ j [ ] Honing Process

[2 rrrrrr 3% 4% 5% Bi% i honin without
'%5' '2%' '3%' l4@l with honing honing
4 FFFFFF Flutes /  \ JFlutes Flutes

Types of Uneven Flute Cutting edge
ENE NN ENENE S with gashland
Brites 4iiic | | Serutes Griutes Qrues | | Drutes protection

Helix angle |'E Optional DIN Weldon Shank

L Serles-
30°/32°/35°/37°/42° ] 43° ] 45°

Special & Custom Tooling Services

Customization acceptable !
From Coating, flute, Helix angle, cutting length, to total length.
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(A

High Speed & Anti-Vibration ['IE}

Serles

Ideal for Mild steels, Cast Irons,
Hardened steels with extended tool life.

ar \az a a:
az a1 a4 as

ar #az arFa:¥as ¥ aq
Uneven Flute Available Make to Order!
j— Variable Helix Angle

Anti-Vibration, Providing smooth
and steady chip evacuation.

AN
oo Unique coating for wear reduction
and heat resistance.

Short Flute Provide Multiple flute design provide Heavy Duty Cutter design l

2|

T k31

| CEL
| EL

OAL

Ideal for cutting Ideal for high hardness Ideal for heavy duty
different hard metals. metals and finishing cutting operation.
applications.
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QL

S50012"-11352Tn

*Square - 2-Flute x 2.5D
+Uneven Flute / Helix 35°

6~10 | 0~-0.02 Shank

10012 | 00025 | \\[[n5§)

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
$50012*-11352TN 5 13 6 50 2
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1 24,000 275 19,200 130 15,360 75 24,000 275 15,360 75
2 15,600 350 9,600 150 7,680 90 15,600 350 7,680 90
3 10,600 370 6,500 160 5,600 100 10,600 370 5,600 100
4 8,000 370 4,900 170 4,200 110 8,000 370 4,200 110
5 6,350 380 4,300 180 3,300 120 6,350 380 3,300 120
6 5,300 385 3,840 185 2,800 120 5,300 385 2,800 120
8 4,000 385 2,880 185 2,100 120 4,000 385 2,100 120
10 3,120 375 2,880 180 1,700 110 3,120 375 1,700 110
12 2,600 360 1,870 175 1,400 110 2,600 360 1,400 110
1 ar ae a a a a a a a a
p e p e P e P e
Depth of | & 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
P M K H R Ough; ng F'\n'\Sh'\“%
Gl1|G2|G3|Ga| G5 |G14|G15|G16 .
) ) [ ] (@] (@) [ [ O ‘1 00 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S50014 -11354TN

*Square - 4-Flute x 2.5D
+Uneven Flute / Helix 35°

6~10 | 0~-0.02 Shank

10012 | 00025 | \\[[n5§)

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
$50014*-11354TN 5 13 6 50 4
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling
Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting

Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)

1 30,000 470 25,500 360 21,600 250 30,000 470 21,600 250

2 14,800 580 12,600 440 11,000 210 14,800 580 11,000 210

3 10,000 550 8,560 470 7,400 240 10,000 550 7,400 240

4 7,600 590 6,460 500 5,500 360 7,600 590 5,500 360

5 6,000 630 5,100 520 4,500 400 6,000 630 4,500 400

6 5,000 655 4,300 550 3,760 450 5,000 655 3,760 450

8 3,800 695 3,200 550 2,880 460 3,800 695 2,880 460

10 3,000 690 2,550 535 2,300 460 3,000 690 2,300 460

12 2,470 655 2,100 530 1,950 420 2,470 655 1,950 420

1 ar ae a a a a a a a a
p e p e P e P e
Depth of | & 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae

Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; et
[ [ ) ® (©) o) ® ® (o) ‘1 00 '0 ) 100 '

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S50014 -11354TN

*Square - 4-Flute x 3D
+Uneven Flute / Helix 35°

@ ==

ST e

10~18 | 0~-0.025 Shank

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
$50014*-11354TN 6 18 6 50 4
8 24 8 65
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") [ (mm/min) | (min™') | (mm/min) | (min™") [ (mm/min) [ (min™) | (mm/min)
1 30,000 470 25,500 360 21,600 250 30,000 470 21,600 250
2 14,800 580 12,600 440 11,000 210 14,800 580 11,000 210
3 10,000 550 8,560 470 7,400 240 10,000 550 7,400 240
4 7,600 590 6,460 500 5,500 360 7,600 590 5,500 360
5 6,000 630 5,100 520 4,500 400 6,000 630 4,500 400
6 5,000 655 4,300 550 3,760 450 5,000 655 3,760 450
8 3,800 695 3,200 550 2,880 460 3,800 695 2,880 460
10 3,000 690 2,550 535 2,300 460 3,000 690 2,300 460
12 2,470 655 2,100 530 1,950 420 2,470 655 1,950 420
16 1,850 575 1,600 460 1,500 410 1,850 575 1,500 410
20 1,520 560 1,300 450 1,200 390 1,520 560 1,200 390
a g a a a a a a a a
Depth of | a 1.5D | 0.2D - - : :
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
P M| K H Roy gh ing F\n\Sh\“%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 -; —
) ) [ ] (@] (@) [ [ O ‘1 00

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S50014 -12354TN

+Square - 4-Flute x 4D / Long Flute
+Uneven Flute / Helix 35°

CED | Tol

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
S50014*-12354TN 12 48 12 110 4

16 64 16 125
20 80 20 150
25 100 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Worl_< Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed | Feed | Speed | Feed | Speed | Feed | Speed | Feed
CED (min™) (mm/min) [ (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min)
6 4,350 560 4,200 520 3,360 260 4,350 560 3,360 260
8 3,300 570 3,200 550 2,560 270 3,300 570 2,560 270
10 2,650 570 2,600 570 2,080 280 2,650 570 2,080 280
12 2,200 560 2,090 525 1,650 270 2,200 560 1,650 270
16 1,690 560 1,600 520 1,220 260 1,690 560 1,220 260
20 1,330 540 1,200 510 960 250 1,330 540 960 250
25 1,020 530 970 500 770 245 1,020 530 770 245
a a g ap ae ap ae ap ae ap ae
Def:l‘fllt.l of J%M :D 0.03D 3D |0.02D 3D |0.01D 3D |0.03D 3D |0.01D
Work Material
P M| K H R°“ghing Finishing
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 I:---; e
e | o (e (fO|lO| @@ ]| @] O {1 00 ;0{ 100;

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S50014 -11454TN

*Square - 4-Flute x 3D
+Uneven Flute / Helix 45°

CED Tolera

1~3 | 0~-0.014

3~ | 0~-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank
18720 | 0~003 | \\[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
$50014*-11454TN 6 18 6 50 4
8 24 8 65
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Gray Cast Iron
Material 25~35HRC 35~45HRC 45~55HRC Malleable cast iron
Cutting
Condition Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 30,000 470 25,500 360 21,600 250 30,000 470
2 14,800 580 12,600 440 11,000 210 14,800 580
3 10,000 550 8,560 470 7,400 240 10,000 550
4 7,600 590 6,460 500 5,500 360 7,600 590
5 6,000 630 5,100 520 4,500 400 6,000 630
6 5,000 655 4,300 550 3,760 450 5,000 655
8 3,800 695 3,200 550 2,880 460 3,800 695
10 3,000 690 2,550 535 2,300 460 3,000 690
12 2,470 655 2,100 530 1,950 420 2,470 655
16 1,850 575 1,600 460 1,500 410 1,850 575
20 1,520 560 1,300 450 1,200 390 1,520 560
av ae a a a a a a
P e P e p e
Depth of | @ 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D
ae

Work Material

P K H Roughing F-“,"‘5“'\“% .
Gl | G2 | G3 | G5 |G14|G15|G16 . A‘--
|| e O|e e o ‘100 'o‘ 1007

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S500E2"-11282TN

*Square - 2-Flute x 2.5D
+Variable Helix 28° /31°

Best Seller

IE]

Serles

G ...............................................................
N
- I EE e

CED | Tolerance
1~3 0~-0.014

3~ | 0~-0.018
6~10 | 0~-0.02 Shank

10012 | 00025 | \\[[n5§)

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
S500E2*-11282TN 5 13 6 50 2
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1 24,000 275 19,200 130 15,360 75 24,000 275 15,360 75
2 15,600 350 9,600 150 7,680 90 15,600 350 7,680 90
3 10,600 370 6,500 160 5,600 100 10,600 370 5,600 100
4 8,000 370 4,900 170 4,200 110 8,000 370 4,200 110
5 6,350 380 4,300 180 3,300 120 6,350 380 3,300 120
6 5,300 385 3,840 185 2,800 120 5,300 385 2,800 120
8 4,000 385 2,880 185 2,100 120 4,000 385 2,100 120
10 3,120 375 2,280 180 1,700 110 3,120 375 1,700 110
12 2,600 360 1,870 175 1,400 110 2,600 360 1,400 110
1 ae a a a a a a a a
Depth of 1.5D | 0.2D : - - -
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D

Work Material
P M| K H

OUgh lng F"“\S“\“g
Gl | G2 (G3 | G4 | G5 [G14|G15|G16

< >
< >

>

() ° (] (@] (0] [ ] [ (o] 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S500E2"-11284TN

*Square - 4-Flute x 2.5D
+Variable Helix 28° /31°

Best Seller

IE

L
ES NIGET
© P55
N—
OAL

6~10 | 0~-0.02 Shank

10012 | 00025 | \\[[n5§)

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
S500E2*-11284TN 5 13 6 50 4
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling
Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1 30,000 470 25,500 360 21,600 250 30,000 470 21,600 250
2 14,800 580 12,600 440 11,000 210 14,800 580 11,000 210
3 10,000 550 8,560 470 7,400 240 10,000 550 7,400 240
4 7,600 590 6,460 500 5,500 360 7,600 590 5,500 360
5 6,000 630 5,100 520 4,500 400 6,000 630 4,500 400
6 5,000 655 4,300 550 3,760 450 5,000 655 3,760 450
8 3,800 695 3,200 550 2,880 460 3,800 695 2,880 460
10 3,000 690 2,550 535 2,300 460 3,000 690 2,300 460
12 2,470 655 2,100 530 1,950 420 2,470 655 1,950 420
1 ae a a a a a a a a
Depth of 1.5D | 0.2D : - - -
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D

Work Material
P M| K H

OUgh lng F"“\S“\“g
Gl | G2 (G3 | G4 | G5 [G14|G15|G16

< >
< >

100

>

e|e|e(O|O|@®@]|e® (O 0

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E4 "-1135471A

*Square - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 35° /38°

6~10 | 0~-0.02 Shank

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
S5001E4*-11354TA 5 13 6 50 4
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling
Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting

Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)

1 30,000 450 28,500 400 22,000 260 30,000 450 22,000 260

2 16,000 500 15,200 470 12,800 360 16,000 500 12,800 360

3 11,600 646 11,000 510 9,700 430 11,600 646 9,700 430

4 10,350 820 9,300 650 7,200 520 10,350 820 7,200 520

5 8,300 920 7,500 730 6,000 560 8,300 920 6,000 560

6 6,900 950 6,200 760 4,900 570 6,900 950 4,900 570

8 5,300 960 4,700 770 3,780 595 5,300 960 3,780 595

10 4,100 910 3,700 730 3,000 580 4,100 910 3,000 580

12 3,450 880 3,100 700 2,500 530 3,450 880 2,500 530

1 ar ae a a a a a a a a
p e p e P e P e
Depth of | & 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae

Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; et
[ [ ) ® (©) o) ® ® (o) ‘1 00 '0 ) 100 '

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E4 "-1135471A

*Square - 4-Flute x 3D
+Uneven Flute / Variable Helix 35° /38°

CED Tolera

1~3 | 0~-0.014

3~ | 0~-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank
18720 | 0~003 | \\[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
S5001E4*-11354TA 6 18 6 50 4
8 24 8 65
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") [ (mm/min) | (min™') | (mm/min) | (min™") [ (mm/min) [ (min™) | (mm/min)
1 30,000 450 28,500 400 22,000 260 30,000 450 22,000 260
2 16,000 500 15,200 470 12,800 360 16,000 500 12,800 360
3 11,600 646 11,000 510 9,700 430 11,600 646 9,700 430
4 10,350 820 9,300 650 7,200 520 10,350 820 7,200 520
5 8,300 920 7,500 730 6,000 560 8,300 920 6,000 560
6 6,900 950 6,200 760 4,900 570 6,900 950 4,900 570
8 5,300 960 4,700 770 3,780 595 5,300 960 3,780 595
10 4,100 910 3,700 730 3,000 580 4,100 910 3,000 580
12 3,450 880 3,100 700 2,500 530 3,450 880 2,500 530
16 2,600 860 2,300 710 1,800 515 2,600 860 1,800 515
20 2,070 860 1,800 705 1,440 510 2,070 860 1,440 510
a 8 a a a a a a a a
Depth of | 2 1.5D | 0.2D - - g g
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae

Work Material

P M K H Ro u g hin 13 “,“5“\“%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 -; et

A

() ° (] (@] (0] [ ] [ (o] 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E4 "-1335471A

+Square - 4-Flute x 3D / Long Shank
+Uneven Flute / Variable Helix 35° /38°

CED Tolera

1~3 | 0~-0.014

3~ | 0~-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank
18720 | 0~003 | \\[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 75
2 6 4 75
3 9 4 75
4 12 4 75
5 15 6 75
S5001E4+-13354TA 6 18 6 75 4
8 24 8 100
10 30 10 100
12 36 12 100
16 48 16 150
20 60 20 150

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") [ (mm/min) | (min™') | (mm/min) | (min™") [ (mm/min) [ (min™) | (mm/min)
1 26,400 480 22,000 360 19,100 300 26,400 480 19,100 300
2 13,200 500 11,000 370 9,550 315 13,200 500 9,550 315
3 10,500 600 7,400 380 6,370 315 10,500 600 6,370 315
4 8,000 620 5,600 390 4,800 320 8,000 620 4,800 320
5 6,500 635 4,500 400 3,800 320 6,500 635 3,800 320
6 5,300 650 3,700 405 3,200 340 5,300 650 3,200 340
8 4,000 670 2,800 420 2,390 360 4,000 670 2,390 360
10 3,100 680 2,200 430 1,900 380 3,100 680 1,900 380
12 2,600 695 1,860 435 1,600 380 2,600 695 1,600 380
16 1920 670 1400 440 1200 370 1920 670 1200 370
20 1500 670 1100 440 960 375 1500 670 960 375
a 8 a a a a a a a a
Depth of | 2 1.5D | 0.1D - - g g
cut 1.5D (0.05D 1.5D | 0.02D 1.5D | 0.1D 1.5D | 0.02D
ae
Work Material
P M| K H Roy gh ing F\n\Sh\“%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 -; g
[ ) () (] (@] (0] [ ] [ (@) ‘1 00

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E4 "-1235471A

+Square - 4-Flute x 4D / Long Flute
+Uneven Flute / Variable Helix 35° /38°

IS NE— P BEw

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
S5001E4%-12354TA 12 48 12 110 4

16 64 16 125
20 80 20 150
25 100 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Worl_< Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™") (mm/min) [ (min™") [ (mm/min) | (min™") | (mm/min) | (min™") | (mm/min) | (min™") | (mm/min)
6 4,350 560 4,200 520 3,300 360 4,300 560 3,300 365
8 3,300 570 3,400 540 2,500 385 3,300 570 2,500 385
10 2,650 570 2,700 560 2,100 400 2,600 570 2,100 400
12 2,200 560 2,090 525 1,650 370 2,200 560 1,650 370
16 1,700 560 1,600 520 1,220 365 1,700 560 1,220 365
20 1,300 540 1,200 510 960 360 1,300 540 960 360
25 1,020 530 970 500 770 350 1,020 530 770 350
a a g ap ae ap ae ap ae ap ae
Deg:ll: of J%M aZD 0.03D 3D |0.02D 3D |0.05D 3D |0.03D 3D |0.01D

Work Material

I s

Gl | G2 (G3 | G4 | G5 [G14|G15|G16 | - A‘-

A

>
»

() ° (] (@] (0] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S5001E2"-114341A

*Square - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 43° /46°

6~10 | 0~-0.02 Shank

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
S5001E2*-11434TA 5 13 6 50 4
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1 30,000 450 28,500 400 22,000 260 30,000 450 22,000 260
2 16,000 500 15,200 470 12,800 360 16,000 500 12,800 360
3 11,600 646 11,000 510 9,700 430 11,600 646 9,700 430
4 10,350 820 9,300 650 7,200 520 10,350 820 7,200 520
5 8,300 920 7,500 730 6,000 560 8,300 920 6,000 560
6 6,900 950 6,200 760 4,900 570 6,900 950 4,900 570
8 5,300 960 4,700 770 3,780 595 5,300 960 3,780 595
10 4,100 910 3,700 730 3,000 580 4,100 910 3,000 580
12 3,450 880 3,100 700 2,500 530 3,450 880 2,500 530
1 ar ae a a a a a a a a
p e p e P e P e
Depth of | & 3D |0.03D
cut 3D (0.02D 3D |0.01D 3D |0.03D 3D |0.01D
ae

Work Material

P K H R OUgh i ng F'\\’\‘S“\“%
Gl | G2 | G3 | G5 |G14|G15(G16 --; et
[ [ ] [ ] (@] [ [ ) [ ‘1 00 '0 ) 100 !

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S5001E2"-114341A

*Square - 4-Flute x 3D
+Uneven Flute / Variable Helix 43° /46°

CED Tolera

1~3 | 0~-0.014

3~ | 0~-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank
18720 | 0~003 | \\[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
S5001E2+-11434TA 6 18 6 50 4
8 24 8 65
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Gray Cast Iron
Material 25~35HRC 35~45HRC 45~55HRC Malleable cast iron
Cutting
Condition Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 30,000 450 28,500 400 22,000 260 30,000 450
2 16,000 500 15,200 470 12,800 360 16,000 500
3 11,600 646 11,000 510 9,700 430 11,600 646
4 10,350 820 9,300 650 7,200 520 10,350 820
5 8,300 920 7,500 730 6,000 560 8,300 920
6 6,900 950 6,200 760 4,900 570 6,900 950
8 5,300 960 4,700 770 3,780 595 5,300 960
10 4,100 910 3,700 730 3,000 580 4,100 910
12 3,450 880 3,100 700 2,500 530 3,450 880
16 2,600 860 2,300 710 1,800 515 2,600 860
20 2,070 860 1,800 705 1,440 510 2,070 860
av ae a a a a a a
P e P e p e
Depth of | @ 3D [0.03D
cut 3D (0.02D 3D |0.01D 3D |0.03D
ae

Work Material

P K H ROugh ing F-“.\'\s\'\'\“g
Gl | G2 | G3 | G5 [G14|G15|G16 — A‘--
[ [ ] [ ] (@] [ ] [ ) [ ‘1 00 '0 ) 100 !

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E2"-124341A

+Square - 4-Flute x 4D / Long Flute
+Uneven Flute / Variable Helix 43° /46°

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
S5001E2%-12434TA 12 48 12 110 4

16 64 16 125
20 80 20 150
25 100 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Worl_< Alloyed Steel Hardened Steel Hardened Steel “Gn';‘l'e(;:?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) [ (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min)
6 4,300 560 4,200 520 3,300 365 4,300 560 3,300 365
8 3,300 570 3,400 540 2,500 385 3,300 570 2,500 385
10 2,650 570 2,700 560 2,100 400 2,600 570 2,100 400
12 2,200 560 2,090 525 1,650 370 2,200 560 1,650 370
16 1,700 560 1,600 520 1,220 365 1,700 560 1,220 365
20 1,300 540 1,200 510 960 360 1,300 540 960 360
25 1,020 530 970 500 770 350 1,020 530 770 350
a a g ap ae ap ae ap ae ap ae
Deg:llt.l of J%M :'SD 0.2 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D

Work Material

P K H R OUgh i ng F'\\’\‘S\'\\“g
Gl | G2 | G3 | G5 |G14|G15(G16 — A‘--
[ [ ] [ ] (@] [ [ ) [ ‘1 00 '0 ) 100 !

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E2"-124341A

+Square - 4-Flute x 5D / Long Flute
+Uneven Flute / Variable Helix 43° /46°

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
6 30 6 75
8 40 8 90
10 50 10 100
S5001E2%-12434TA 12 60 12 110 4

16 80 16 150
20 100 20 200
25 125 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Worl_< Alloyed Steel Hardened Steel Hardened Steel “Gn';‘l'e(;:?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) [ (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min)
6 4,300 560 4,200 520 3,300 365 4,300 560 3,300 365
8 3,300 570 3,400 540 2,500 385 3,300 570 2,500 385
10 2,600 570 2,700 560 2,100 400 2,600 570 2,100 400
12 2,200 560 2,090 525 1,650 370 2,200 560 1,650 370
16 1,700 560 1,600 520 1,220 365 1,700 560 1,220 365
20 1,300 540 1,200 510 960 360 1,300 540 960 360
25 1,020 530 970 500 770 350 1,020 530 770 350
a a g ap ae ap ae ap ae ap ae
Deg:llt.l of J%M :'SD 0.2 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D

Work Material

P K H Roughing F-“,“‘5\‘\'\“g .
Gl | G2 | G3 | G5 |G14|G15|G16 — A‘--
[ [ ] ( (e} [ ] [ ] [ ‘1 00 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E2"-1138471A

*Square - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 38° /41°

6~10 | 0~-0.02 Shank

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
S5001E2*-11384TA 5 13 6 50 4
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling
Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting

Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)

1 30,000 450 28,500 400 22,000 260 30,000 450 22,000 260

2 16,000 500 15,200 470 12,800 360 16,000 500 12,800 360

3 11,600 646 11,000 510 9,700 430 11,600 646 9,700 430

4 10,350 820 9,300 650 7,200 520 10,350 820 7,200 520

5 8,300 920 7,500 730 6,000 560 8,300 920 6,000 560

6 6,900 950 6,200 760 4,900 570 6,900 950 4,900 570

8 5,300 960 4,700 770 3,780 595 5,300 960 3,780 595

10 4,100 910 3,700 730 3,000 580 4,100 910 3,000 580

12 3,450 880 3,100 700 2,500 530 3,450 880 2,500 530

1 ar ae a a a a a a a a
p e p e P e P e
Depth of | & 1.5D | 0.2D
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae

Work Material

Gl |G2|G3|Ga| G5 |G14|G15|G16 e
[ [ ) ® (©) o) ® ® (o) ‘100 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E2"-1138471A

*Square - 4-Flute x 3D
+Uneven Flute / Variable Helix 38° /41°

CED Tolera

1~3 | 0~-0.014

3~ | 0~-0.018

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank
18720 | 0~003 | \\[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 6 4 50
3 9 4 50
4 12 4 50
5 15 6 50
S5001E2*-11384TA 6 18 6 50 4
8 24 8 65
10 30 10 75
12 36 12 80
16 48 16 100
20 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1 30,000 450 28,500 400 22,000 260 30,000 450 22,000 260
2 16,000 500 15,200 470 12,800 360 16,000 500 12,800 360
3 11,600 646 11,000 510 9,700 430 11,600 646 9,700 430
4 10,350 820 9,300 650 7,200 520 10,350 820 7,200 520
5 8,300 920 7,500 730 6,000 560 8,300 920 6,000 560
6 6,900 950 6,200 760 4,900 570 6,900 950 4,900 570
8 5,300 960 4,700 770 3,780 595 5,300 960 3,780 595
10 4,100 910 3,700 730 3,000 580 4,100 910 3,000 580
12 3,450 880 3,100 700 2,500 530 3,450 880 2,500 530
16 2,600 860 2,300 710 1,800 515 2,600 860 1,800 515
20 2,070 860 1,800 705 1,440 510 2,070 860 1,440 510
a 8 a a a a a a a a
Depth of | 2 1.5D | 0.2D - - g g
cut 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae

Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15|G16 | N—-— A‘--

A

>
»

() ° (] (@] (0] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E2"-1238471A

*Square - 4-Flute x 4D / Long Flute
+Uneven Flute / Variable Helix 38° /41°

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
S5001E2%-12384TA 12 48 12 110 4

16 64 16 125
20 80 20 150
25 100 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
6 4,300 560 4,200 520 3,300 365 4,300 560 3,300 365
8 3,300 570 3,400 540 2,500 385 3,300 570 2,500 385
10 2,600 570 2,700 560 2,100 400 2,600 570 2,100 400
12 2,200 560 2,090 525 1,650 370 2,200 560 1,650 370
16 1,700 560 1,600 520 1,220 365 1,700 560 1,220 365
20 1,300 540 1,200 510 960 360 1,300 540 960 360
25 1,020 530 970 500 770 350 1,020 530 770 350
av ae a a a a a a a a
Depth of | ar P ° P ° P ° P °
cut A 30 _|0.030 3D (0.02D 3D |0.01D 3D |0.03D 3D |0.01D
ae
Work Material
4
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 . el
) ) [ ] (@] (@) [ [ O ‘1 00 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S5001E2"-1238471A

+Square - 4-Flute x 5D / Long Flute
+Uneven Flute / Variable Helix 38° /41°

CED | Tolerance

6~10 | 0~-0.02

10~18 | 0~-0.025 Shank

18~25 | 0~-0.03 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
6 30 6 75
8 40 8 90
10 50 10 100
S5001E2%-12384TA 12 60 12 110 4

16 80 16 150
20 100 20 200
25 125 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Worl_< Alloyed Steel Hardened Steel Hardened Steel “Gn';‘l'e(;:?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) [ (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min)
6 4,300 560 4,200 520 3,300 365 4,300 560 3,300 365
8 3,300 570 3,400 540 2,500 385 3,300 570 2,500 385
10 2,600 570 2,700 560 2,100 400 2,600 570 2,100 400
12 2,200 560 2,090 525 1,650 370 2,200 560 1,650 370
16 1,700 560 1,600 520 1,220 365 1,700 560 1,220 365
20 1,300 540 1,200 510 960 360 1,300 540 960 360
25 1,020 530 970 500 770 350 1,020 530 770 350
a a g ap ae ap ae ap ae ap ae
D(:_.f:li.:llt.l of J%M :D 0.03D 3D |0.02D 3D |0.01D 3D |0.03D 3D |0.01D

Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15|G16 — A‘--

A

>
»

() ° (] (@] (0] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S500)J"-81302TN

+Ball Nose - 2-Flute x 2D
+Helix 30°

— |
CED | Toler: Shank
R 002 | N[h5§)
(unit : mm)
Code No. R CEL SD OAL Flute
0.5R 2 4 50
1R 4 4 50
1.5R 6 4 50
2R 8 4 50
$500J*-81302TN 2R 0 ° >0 2

3R 12 6 50
4R 16 8 60
5R 20 10 75
6R 24 12 75
8R 32 16 100

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") [ (mm/min) | (min™') | (mm/min) | (min™") [ (mm/min) [ (min™) | (mm/min)
0.5R 29,000 580 28,000 350 23,000 290 29,000 580 23,000 290
1R 21,000 840 17,000 520 13,800 350 21,000 840 13,800 350
1.5R 14,000 840 11,700 540 10,000 430 14,000 840 10,000 430
2R 10,500 840 9,000 520 7,700 410 10,500 840 7,700 410
2.5R 8,600 830 7,200 510 6,100 470 8,600 830 6,100 470
3R 7,200 830 5,800 490 5,100 480 7,200 830 5,100 480
4R 5,400 810 4,400 490 3,900 490 5,400 810 3,900 490
5R 4,300 810 3,500 490 3,200 490 4,300 810 3,200 490
6R 3,600 810 2,900 490 2,500 450 3,600 810 2,500 450
8R 2,700 800 2,200 490 1,900 450 2,700 800 1,900 450
4
%
Depth Of e ap Ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D

Work Material
P M| K H

OUgh lng F'“."\Sh-\“g
Gl | G2 (G3 | G4 | G5 [G14|G15|G16

< >
< >

100

>

e|e|e(O|O|@®@]|e® (O 0

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S500J12 " -81354TN

+Ball Nose - 4-Flute x 2D
+Uneven Flute / Helix 35°

(unit : mm)
Code No. R CEL SD OAL Flute
0.5R 2 4 50
1R 4 4 50
1.5R 6 4 50
2R 8 4 50
2.5R 10 6 50
S500J12*-81354TN 3R 12 6 50 4
4R 16 8 60
5R 20 10 75
6R 24 12 75
8R 32 16 100
10R 40 20 100

X Customized Special sizes, Coating type and Inches are available to order.
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L0

Gray Cast Iron

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Malleable cast Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
0.5R 30,400 920 27,600 750 22,000 570 30,400 920 22,000 570
1R 23,000 1,400 21,600 | 1,150 | 17,300 800 23,000 | 1,400 | 17,300 800
1.5R 16,000 2,000 14,400 | 1,250 | 11,500 850 16,000 | 2,000 | 11,500 850
2R 12,000 2,000 10,800 | 1,280 8,600 880 12,200 | 2,000 8,600 880
2.5R 9,600 1,800 8,600 1,280 6,900 880 9,600 1,800 6,900 880
3R 8,000 1,500 7,200 1,120 5,700 800 8,000 1,500 5,700 800
4R 6,000 1,520 5,400 1,120 4,300 800 6,000 1,520 4,300 800
5R 4,800 1,450 4,300 1,120 3,400 800 4,800 1,450 3,400 800
6R 4,000 1,450 3,600 1,120 2,900 800 4,000 1,450 2,900 800
8R 3,000 1,450 2,600 1,120 2,100 800 3,000 1,450 2,100 800
10R 2,400 1,320 2,100 1,000 1,700 670 2,400 1,320 1,700 670
—+
%
Depth of preaa ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D

Work Material

I oo

Gl | G2 (G3 | G4 | G5 [G14|G15|G16 | - A‘-

A

>
»

() ° (] (@] (0] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S500)J"-83302TN

+Ball Nose - 2-Flute x 2D / Long Reduced Neck
+Helix 30°

0 r -
Q ND
2 =11 U la HRC
| &=— () e
CEL
NL
OAL

CED | Tole Shank
R 002 | N[h5§)
(unit : mm)
Code No. R CEL NL ND SD OAL Flute
0.5R 2 5 0.95 4 75
1R 6 10 1.95 4 75
1.5R 4 15 2.85 4 75
2R 8 20 3.85 4 75
$500J*-83302TN 2.5R 10 25 4.85 6 75 2
3R 12 30 5.7 6 75
4R 16 35 7.6 8 100
5R 20 40 9.5 10 100
6R 24 45 11.4 12 100

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
0.5R 20,000 380 17,000 300 15,300 240 20,000 380 15,300 240
1R 12,000 480 10,800 370 9,720 295 12,000 480 9,720 295
1.5R 8,500 530 7,650 420 6,890 335 8,500 530 6,890 335
2R 6,500 530 5,850 425 5,250 340 6,500 530 5,250 340
2.5R 5,160 520 4,600 430 4,140 345 5,160 520 4,140 345
3R 4,320 520 3,900 430 3,510 345 4,320 520 3,510 345
4R 3,240 510 2,900 420 2,610 335 3,240 510 2,610 335
5R 2,580 510 2,300 420 2,070 335 2,580 510 2,070 335
6R 2,160 510 1,900 410 1,710 330 2,160 510 1,710 330
4
Z
Depth Of Freae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D
Work Material
g
Gl |G2|aG3|Ga|as|Gia|Gi5|G1e . —a
[ ) () (] (@] (0] [ ] [ (@) ‘1 00 '0‘ 100'

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S500J12"-83354TN

+Ball Nose - 4-Flute x 2D / Long Reduced Neck
+Uneven Flute / Helix 35°

(unit : mm)
Code No. R CEL NL ND SD OAL Flute

3R 12 18 5.7 6 75

4R 16 32 7.6 8 100

$500J12%-83354TN R 20 i > 10 100 4

6R 24 48 11.4 12 100
8R 32 64 15.5 16 150
10R 40 80 19.5 20 150

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel “Gn';‘l'e(;:?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
3R 6,000 1,530 5,400 1,250 5,000 980 6,000 1,530 5,000 980
4R 4,500 1,480 4,050 1,190 3,650 950 4,500 1,480 3,650 950
5R 3,600 1,450 3,240 1,160 2,900 930 3,600 1,450 2,900 930
6R 3,000 1,400 2,700 1,120 2,430 895 3,000 1,400 2,430 895
8R 2,200 1,400 2,000 1,120 1,800 890 2,200 1,400 1,800 890
10R 1,800 1,280 1,620 1,030 1,460 825 1,800 1,280 1,460 825
ap
W %
Depth Of Freae ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.2D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D

Work Material

2 e

Gl | G2 (G3 | G4 | G5 [G14|G15|G16 | - A‘-

>
»

A

() ° (] (@] (0] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S50014 -21354TN

+Corner Radius - 4-Flute x 3D
+Uneven Flute / Helix 35°

Shank
N1hsg]
(unit : mm)
Code No. CED R CEL SD OAL Flute
1 0.2R 3 4 50
2 0.2R 6 4 50
3 0.2R 9 4 50
4 0.2R 12 4 50
5 0.2R 15 6 50
" 6 0.2R 18 6 50
S500147-21354TN 4

0.2R
8 24 8 100

0.5R

0.2R
10 30 10 100

0.5R

0.2R
12 36 12 100

0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Alloyed Steel Hardened Steel Hardened Steel I\Gn;al‘lle(;:s;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1 30,000 470 27,000 360 21,600 250 30,000 470 21,600 250
2 15,600 580 16,000 440 12,240 210 15,600 580 12,240 210
3 12,700 690 12,300 520 9,270 240 12,300 690 9,240 240
4 10,300 740 9,270 560 6,900 360 10,300 740 6,900 360
5 8,200 790 7,380 600 5,670 400 8,200 790 5,670 400
6 6,600 820 8,940 720 4,700 480 6,600 820 4,700 480
8 5,100 870 4,590 750 3,600 470 5,100 870 3,600 470
10 4,100 880 3,690 670 2,880 450 4,100 880 2,880 450
12 3,400 820 3,060 620 2,430 420 3,400 820 2,430 420
a ae a a a a a a a a
Depth of | & P © P © P © P ©
cut 1 1.50 | 0.2 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D |0.05D
ae
Work Material
g
Gl | G2 | G3 | Ga | G5 |G14|G15|G16 . —a

<
<

Y

([ ] [ ] (] (©) o) [ ] ([ ] (o)

100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E2 " -214341A

+Corner Radius - 4-Flute x 3D
+Uneven Flute / Variable Helix 43° /46°

Shank
N1hsg]
(unit : mm)
Code No. CED R CEL SD OAL Flute
1 0.2R 3 4 50
2 0.2R 6 4 50
3 0.2R 9 4 50
4 0.2R 12 4 50
5 0.2R 15 6 50
+ 6 0.2R 18 6 50
S500IE27-21434TA 4

0.2R
8 24 8 100

0.5R

0.2R
10 30 10 100

0.5R

0.2R
12 36 12 100

0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Gray Cast Iron
Material 25~35HRC 35~45HRC 45~55HRC Malleable cast iron
Cutting
Condition Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 30,000 450 29,000 400 22,700 280 31,000 450
2 16,000 500 15,200 470 12,800 305 16,000 500
3 12,800 646 12,000 510 9,700 430 12,800 646
4 10,350 820 9,300 650 7,200 510 10,350 820
5 8,300 920 7,500 730 6,000 550 8,300 920
6 6,900 950 6,200 760 4,900 560 6,900 950
8 5,300 960 4,770 760 3,780 570 5,300 960
10 4,140 910 3,700 735 3,000 575 4,140 910
12 3,450 800 3,100 700 2,500 530 3,450 880
] av ae a a a a a a
P e P e P e
Depth of | & 1.5D | 0.2D
cut i 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D
ae
Work Material
Gl | G2 | G3 | G5 |G14|G15|G16 [ — A‘--
i Il Rl I R A 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S5001E4 "-2335471A

+ Corner Radius - 4-Flute x 3D / Long Shank
+Uneven Flute / Variable Helix 35° /38°

(unit : mm)
Code No. CED R CEL SD OAL Flute
6 0.2R 18 6 75
0.2R
8 24 8 100
0.5R
0.2R
10 30 10 100
0.5R
S5001E4%-23354TA 0.2R 4
12 36 12 100
0.5R
0.5R
16 48 16 150
1R
0.5R
20 60 20 150
1R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel “Gn';‘l'e(;:?: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
6 5,300 650 3,700 405 3,200 340 5,300 650 3,200 340
8 4,000 670 2,800 420 2,390 360 4,000 670 2,390 360
10 3,100 680 2,200 430 1,900 380 3,100 680 1,900 380
12 2,600 695 1,860 435 1,600 380 2,600 695 1,600 380
16 1,920 670 1,400 440 1,200 370 1,920 670 1,200 370
20 1,500 670 1,100 440 960 375 1,500 670 960 375
av ae a a a a a a a a
Depth of | ar P ° P ° P ° P °
cut n 1.5D | 0.1D 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.1D 1.5D | 0.05D
ae

Work Material

Gl |G2|G3|Ga| G5 |G14|G15|G16 e
100

([ ] [ ] (] (©) o) [ ] ([ ] (o)

Y

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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QL

S50012"-11402TN

*Square - 2-Flute x 3D
+Uneven Flute / Helix 40°

CED | Tolera

3“6 | 0~-0.018

6~10 | 0~-0.02 Shank

10~12 | 0~-0.025 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
3 9 4 50
4 12 4 50
5 15 6 50
$50012*-11402TN 6 18 6 50 2

8 24 8 65
10 30 10 75
12 36 12 80

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Gray Cast Iron
Material 25~35HRC 35~45HRC 45~55HRC Malleable cast iron
Cutting
Condition Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,600 370 6,500 160 5,600 100 10,600 370
4 8,000 370 4,900 170 4,200 110 8,000 370
5 6,350 380 4,300 180 3,300 120 6,350 380
6 5,300 385 3,840 185 2,800 120 5,300 385
8 4,000 385 2,880 185 2,100 120 4,000 385
10 3,120 375 2,280 180 1,700 110 3,120 375
12 2,600 360 1,870 175 1,400 110 2,600 360
av ae a a a a a a
Depth of | ar P e P e P e
cut i 15D | 02D 1.5D | 0.1D 1.5D |0.05D 1.5D | 0.2D
ae

Work Material

P K H Rough ing F'“'\'\S\'\'\“%
Gl | G2 | G3 | G5 |G14|G15|G16 | - A‘--
¢ (e (e OCf(e®fe (O ‘100 'o‘ 1007

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QL

S50014"-11404TN

*Square - 4-Flute x 3D
+Uneven Flute / Helix 40°

CED | Tolera

3“6 | 0~-0.018

6~10 | 0~-0.02 Shank

10~12 | 0~-0.025 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
3 9 4 50
4 12 4 50
5 15 6 50
S50014*-11404TN 6 18 6 50 4

8 24 8 65
10 30 10 75
12 36 12 80

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Gray Cast Iron
Material 25~35HRC 35~45HRC 45~55HRC Malleable cast iron
Cutting
Condition Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,000 550 8,560 470 7,400 240 10,000 550
4 7,600 590 6,460 500 5,500 360 7,600 590
5 6,000 630 5,100 520 4,500 400 6,000 630
6 5,000 655 4,300 550 3,760 450 5,000 655
8 3,800 695 3,200 550 2,880 460 3,800 695
10 3,000 690 2,550 535 2,300 460 3,000 690
12 2,470 655 2,100 530 1,950 420 2,470 655
av ae a a a a a a
Depth of | ar P © P © P ©
cut i 15D | 02D 1.5D | 0.1D 1.5D |0.05D 1.5D | 0.2D
ae

Work Material

P K H R OUgh i ng F'\\’\‘S“\“% .
Gl | G2 | G3 | G5 |G14|G15|G16 — A‘--
¢ e/ e  OC|o e o 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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L

SPECIAL PURPOSE
MILLING GUTTER

Engineered for Every Material.
Optimized for Every Cut.

Engineered for unique applications, our special
purpose milling cutters deliver precision, efficiency
and reliability in a wide range of machining
operations.

~
x*,
N
N
N\
\QI‘-
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UL

- Special Purpose Milling Cutter

Product Series Pg
Rib Processing End Mill 146
Spherical Ball End Mill 194
Roughing End Mill 198
Chipbreaker End Mill 208
Aluminium Series 216
Copper Series 230
Stainless Steel Series 234
Titanium Series 240
Flat Drill 250
Carbide Drill 254
Hard Cut Drill 286
Corner Radius End Mill 288
Chamfering End Mill 290
Carbide Spiral Cutter 306
Engraving End Mill 308
Special Custom Tools 309
CNC Lathe Machine End Mill 314
Taper End Mill 322
HPC End Mill for Mold Machining (Torus End Mill) 328
Oval Ball Nose End Mill 332
Carbide Keyway End Mill 336
End Mill for Dental 338
Carbide Reamers 346
Carbide T-Slot Cutter 354
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WL

RPX600E3" 8433310

+Ball Nose - 3-Flute x 1D - Long Neck ﬁ.&E}
+Variable Helix 33° /34° /35°

Serles

RY 35°
¢ —o @
@ HRC
Q ND r "/ P60

g " CED | Tolerance Shank
OAL R $0.02 h5
(unit : mm)
Code No. R CED CEL NL ND T° SD OAL Flute

0.5R 1 0.8 5 0.95 15° 6 60

0.5R 1 0.8 10 0.95 15° 6 60

0.5R 1 0.8 15 0.95 15° 6 60

0.5R 1 0.8 20 0.95 15° 6 60

0.75R 1.5 1.2 5 1.45 15° 6 60

0.75R 1.5 1.2 10 1.45 15° 6 60

0.75R 1.5 1.2 15 1.45 15° 6 60

0.75R 1.5 1.2 20 1.45 15° 6 60

1R 2 1.6 5 1.95 15° 6 60

1R 2 1.6 10 1.95 15° 6 60

RPXG00E3*-84333T0 1R 2 1.6 15 1.95 15° 6 60 3

1R 2 1.6 20 1.95 15° 6 60

1R 2 1.6 25 1.95 15° 6 65

1R 2 1.6 30 1.95 15° 6 75

1R 2 1.6 35 1.95 15° 6 75

1.5R 3 2.4 10 2.85 15° 6 60

1.5R 3 2.4 15 2.85 15° 6 60

1.5R 3 2.4 20 2.85 15° 6 60

1.5R 3 2.4 25 2.85 15° 6 65

1.5R 3 2.4 30 2.85 15° 6 75

1.5R 3 2.4 35 2.85 15° 6 75

1.5R 3 2.4 40 2.85 15° 6 100
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UL

Code No. R CED CEL NL ND Te SD OAL | Flute
175k | 3.5 2.8 10 3.35 15° 6 60
1.75R | 3.5 2.8 15 3.35 15° 6 60
1.75R | 3.5 2.8 20 3.35 15° 6 60
1.75R | 3.5 2.8 25 3.35 15° 6 65
175R | 35 2.8 30 3.35 15° 6 75
175R | 35 2.8 35 3.35 15° 6 75
1.75R | 35 2.8 40 3.35 15° 6 100
175k | 3.5 2.8 45 3.35 15° 6 100
2R 4 3.2 10 3.85 15° 6 60
2R 4 3.2 15 3.85 15° 6 60
2R 4 3.2 20 3.85 15° 6 60
2R 4 3.2 25 3.85 15° 6 65
2R 4 3.2 30 3.85 15° 6 75
2R 4 3.2 35 3.85 15° 6 75
2R 4 3.2 40 3.85 15° 6 100
2R 4 3.2 45 3.85 15° 6 100
2R 4 3.2 50 3.85 15° 6 100

RPX600E3*-84333TO0 | 2.5R 5 5 10 4.85 15° 6 60 3
2.5R 5 5 15 4.85 15° 6 60
2.5R 5 5 20 4.85 15° 6 60
2.5R 5 5 25 4.85 15° 6 65
2.5R 5 5 30 4.85 15° 6 75
2.5R 5 5 35 4.85 15° 6 75
2.5R 5 5 40 4.85 15° 6 100
2.5R 5 5 45 4.85 15° 6 100
2.5R 5 5 50 4.85 15° 6 100
3R 6 6 10 5.8 15° 6 60
3R 6 6 15 5.8 15° 6 60
3R 6 6 20 5.8 15° 6 60
3R 6 6 25 5.8 15° 6 65
3R 6 6 30 5.8 15° 6 75
3R 6 6 35 5.8 15° 6 75
3R 6 6 40 5.8 15° 6 100
3R 6 6 45 5.8 15° 6 100
3R 6 6 50 5.8 15° 6 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Alloyed Steel / Prehardened

General Milling

steel Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Condition | Speed | Feed Speed | Feed Speed | Feed

ap de ap de dap de

CED R NL (min™") | (mm/min) (min™") | (mm/min) (min™") | (mm/min)

1 0.5R 5 18,000 | 1,000 | 0.05 | 0.16 | 18,000 900 0.05 | 0.16 | 18,000 800 0.03 | 0.03

1 0.5R 10 | 16,000 800 0.04 | 0.16 | 16,000 700 0.04 | 0.16 | 16,000 700 0.03 | 0.03

1 0.5R 15 8,000 420 0.03 | 0.16 | 8,000 400 0.03 | 0.16 | 8,000 400 0.03 | 0.03

1 0.5R 20 6,000 300 0.02 | 0.12 | 6,000 280 0.02 | 0.12 | 7,000 280 0.03 | 0.03

1.5 |0.75R| 5 18,000 ( 1,500 | 0.1 | 0.3 | 16,000 ( 1,300 | 0.1 | 0.3 | 18,000 [ 1,300 | 0.04 | 0.04

1.5 |0.75R| 10 | 15,000 | 1,100 | 0.06 | 0.25 | 15,000 950 0.06 | 0.25 | 16,000 | 1,000 | 0.04 | 0.04

1.5 [0.75R| 15 7,500 550 |0.02| 0.2 | 7,500 500 0.02 | 0.2 | 7,500 400 0.04 | 0.04

1.5 [0.75R| 20 5,300 380 |0.02| 0.2 | 5,300 350 0.02 | 0.2 | 5,300 250 0.04 | 0.04
2 1R 5 18,000 | 1,600 | 0.2 | 0.6 | 15,000 | 1,400 | 0.2 | 0.4 | 18,000 | 1,600 | 0.06 | 0.05
2 1R 10 | 12,000 | 1,250 |0.14| 0.4 | 11,000 | 1,100 | 0.14| 0.4 | 12,000 | 1,200 | 0.06 | 0.05
2 1R 15 7,800 820 0.14 | 0.4 | 7,800 780 0.14 | 0.4 | 7,800 780 0.06 | 0.05
2 1R 20 6,200 650 0.13 | 0.4 | 6,200 600 0.13 | 0.4 | 6,200 600 0.06 | 0.05
2 1R 25 4,700 500 0.12 | 0.3 | 4,700 470 0.12 | 0.3 | 4,700 470 0.06 | 0.05
2 1R 30 3,800 400 0.1 | 0.3 | 3,500 380 0.1 | 0.3 | 3,500 380 0.06 | 0.05
2 1R 35 3,500 380 |0.07| 0.3 | 3,500 350 |0.07| 0.3 | 3,400 350 0.06 | 0.05
3 1.5R 10 | 12,000 [ 1,900 |0.21| 0.5 | 8,000 1,200 (0.21 | 0.5 | 11,000 | 1,700 | 0.09 | 0.08
3 1.5R 15 12,000 | 1,900 | 0.2 | 0.5 | 8,000 1,200 | 0.2 [ 0.5 | 10,000 | 1,500 | 0.09 | 0.08
3 1.5R 20 7,500 1,150 [ 0.19 | 0.5 | 7,200 1,000 (0.19| 0.5 | 7,500 1,000 | 0.09 | 0.08
3 1.5R 25 4,800 750 |0.19| 0.5 | 4,600 700 |0.19| 0.5 | 5,500 800 | 0.09 | 0.08
3 1.5R | 30 4,000 630 |0.16| 0.4 | 3,400 500 |0.16| 0.4 | 5,000 680 | 0.09 | 0.08
3 1.5R | 35 3,400 530 |0.14| 0.4 | 3,000 450 |0.14| 0.4 | 4,000 550 | 0.09 | 0.08
3

3.5

3.5

3.5

3.5

3.5

1.5R 40 2,800 440 0.13 ]| 0.4 2,600 400 0.13| 0.4 | 3,500 500 0.09 | 0.08
1.75R| 10 12,000 | 1,900 | 0.23 | 0.55| 9,000 1,330 | 0.23 [ 0.55| 10,600 | 1,500 0.1 | 0.09
1.75R| 15 12,000 | 1,900 | 0.23 | 0.55| 9,000 1,330 | 0.23 [ 0.55| 10,000 | 1,200 0.1 | 0.09
1.75R| 20 7,280 1,310 | 0.22 | 0.5 5,500 920 0.22 ] 0.5 9,000 1,100 0.1 | 0.09
1.75R| 25 4,800 850 0.19( 0.5 3,600 600 0.19( 0.5 7,500 950 0.1 | 0.09
1.75R| 30 4,550 820 0.18 ( 0.5 3,400 570 0.18 | 0.5 5,000 700 0.1 | 0.09
3.5 [1.75R| 35 3,600 650 0.15( 0.5 2,700 460 0.15( 0.5 4,000 600 0.1 | 0.09
3.5 [1.75R| 40 3,180 570 0.13 | 0.5 2,400 400 0.13 | 0.5 3,500 570 0.1 | 0.09
3.5 [1.75R| 45 3,000 550 0.12 | 04 2,250 385 0.12 | 04 3,000 500 0.1 | 0.09
4 2R 10 9,600 2,000 | 0.3 | 0.6 7,200 1,300 | 0.3 | 0.6 9,500 1,600 (0.13 | 0.1
4 2R 15 9,300 1,900 [ 0.27 | 0.6 6,900 1,200 | 0.27 | 0.6 | 9,000 1,520 (0.13 | 0.1
4 2R 20 7,600 1,550 [0.25( 0.6 6,000 1,150 [ 0.25( 0.6 | 8,200 1,240 (0.13 | 0.1
4 2R 25 6,100 1,250 [ 0.23 | 0.6 5,500 1,100 [ 0.23 | 0.6 5,500 1,000 (0.13 | 0.1
4

4

2R 30 5,000 | 1,050 | 0.2 | 0.6 | 4,500 800 0.2 | 0.6 | 4,500 750 ]0.13| 0.1
2R 35 3,600 750 |0.16| 0.5 | 3,500 650 |0.16 | 0.5 | 3,600 590 |0.13|0.09
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Recommended Cutting Condition

Alloyed Steel / Prehardened

General Milling

steel Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Condition | Speed | Feed Speed | Feed Speed | Feed

ap de ap de dap de

CED R NL (min™") | (mm/min) (min™") | (mm/min) (min™") | (mm/min)
2R 40 3,000 630 |0.12| 0.5 | 3,000 550 |0.12| 0.5 | 3,000 500 | 0.13 | 0.09
2R 45 2,700 550 0.1 | 0.4 | 2,700 500 0.1 | 0.4 | 2,700 450 | 0.13|0.08
2R 50 2,500 520 0.1 | 0.4 | 2,500 450 0.1 | 0.4 | 2,500 400 |0.13|0.08
2.5R 10 7,700 1,900 | 0.35| 0.8 | 4,800 1,100 | 0.35| 0.8 | 7,700 1,520 | 0.15] 0.25
2.5R 15 7,700 1,900 | 0.3 | 0.8 | 4,800 1,000 | 0.3 | 0.8 | 7,700 1,520 | 0.15] 0.25
2.5R [ 20 7,700 1,800 | 0.3 | 0.8 | 4,800 950 0.3 | 0.8 | 6,500 1,400 | 0.15] 0.25
2.5R | 25 5,100 1,300 |0.25| 0.8 | 4,800 900 |0.25| 0.8 | 5,100 1,040 | 0.15] 0.25
2.5R [ 30 4,800 1,200 | 0.2 | 0.8 | 4,800 850 0.2 | 0.8 | 5,100 960 |0.15|0.25
2.5R | 35 4,400 1,100 |0.14 | 0.8 | 4,400 750 0.14 | 0.8 | 5,100 880 0.1 | 0.25
2.5R | 40 3,100 750 0.1 | 0.6 | 3,100 650 0.1 | 0.6 | 4,000 750 0.1 ] 0.2
2.5R | 45 2,700 600 0.1 | 0.6 | 2,700 550 0.1 | 0.6 | 3,000 600 0.1 ] 01
2.5R 50 2,500 550 0.1 | 0.6 | 2,500 500 0.1 | 0.6 | 2,500 480 0.1 ] 01
3R 10 7,700 [ 2,000 |0.45| 1.2 | 4,800 1,100 | 0.35 7,700 1,600 |0.18 | 0.3
3R 15 7,700 [ 2,000 |0.45| 1.2 | 4,800 1,000 |0.35 7,700 1,600 |0.18 | 0.3
3R 20 7,400 1,900 | 0.45( 1.2 | 4,800 950 |0.35 7,700 1,520 | 0.18 | 0.3
3R 25 5,100 1,300 | 0.43( 1.2 | 4,000 900 0.3 5,100 1,040 | 0.18 | 0.25
3R 30 5,100 1,200 | 0.34 | 1.2 | 4,000 850 0.3 5,100 960 |0.18 | 0.25
3R 35 4,200 950 0.3 | 1.2 | 4,000 800 0.3 4,200 760 |0.18 | 0.25
3R 40 3,700 820 0.2 1 3,600 690 0.2 3,700 670 |0.15]|0.16
3R 45 3,600 750 |0.15| 0.9 | 3,100 630 |0.15| 0.8 | 3,000 560 0.1 | 0.12
3R 50 3,000 620 0.1 | 0.8 | 2,600 520 0.1 | 0.8 | 2,600 480 0.1 | 0.1

Rl

oOjlojlojojojlojlojojloaojnnfunjunlnfunnlunlnnlnniunlbd|lbd]|PS

Depth of cut Work Material
ap R°ughing Finishing
7 ! 614|615 |G16|G17 e ol
® [ ] [ ] O ) > < >
a6 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

oW

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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WL

RPX600IE2"-8434410

+Ball Nose - 4-Flute x 1D - Long Neck ﬁ.&E}
+Uneven Flute / Variable Helix 34° /36°

ar az RY 5%
HI@IEAO
4Flutes 346°

az ai

1 2 ’
\‘r’\ ND 4 —_ P60

8] " CED | Tolerance Shank
OAL R $0.02 h5
(unit : mm)
Code No. R CED CEL NL ND T° SD OAL Flute
0.5R 1 0.8 5 0.95 15° 6 60
0.5R 1 0.8 10 0.95 15° 6 60
0.5R 1 0.8 15 0.95 15° 6 60
0.5R 1 0.8 20 0.95 15° 6 60
0.75R 1.5 1.2 5 1.45 15° 6 60
0.75R 1.5 1.2 10 1.45 15° 6 60
0.75R 1.5 1.2 15 1.45 15° 6 60
0.75R 1.5 1.2 20 1.45 15° 6 60
1R 2 1.6 5 1.95 15° 6 60
1R 2 1.6 10 1.95 15° 6 60
RPX600IE2%-84344T0 i 2 Lo 1 1% il ° 0 4
1R 2 1.6 20 1.95 15° 6 60
1R 2 1.6 25 1.95 15° 6 65
1R 2 1.6 30 1.95 15° 6 75
1R 2 1.6 35 1.95 15° 6 75
1.5R 3 2.4 10 2.85 15° 6 60
1.5R 3 2.4 15 2.85 15° 6 60
1.5R 3 2.4 20 2.85 15° 6 60
1.5R 3 2.4 25 2.85 15° 6 65
1.5R 3 2.4 30 2.85 15° 6 75
1.5R 3 2.4 35 2.85 15° 6 75
1.5R 3 2.4 40 2.85 15° 6 100
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UL

Code No. R CED CEL NL ND T° SD OAL Flute
1.75R 3.5 2.8 10 3.35 15° 6 60
1.75R 3.5 2.8 15 3.35 15° 6 60
1.75R 3.5 2.8 20 3.35 15° 6 60
1.75R 3.5 2.8 25 3.35 15° 6 65
1.75R 3.5 2.8 30 3.35 15° 6 75
1.75R 3.5 2.8 35 3.35 15° 6 75
1.75R 3.5 2.8 40 3.35 15° 6 100
1.75R 3.5 2.8 45 3.35 15° 6 100

2R 4 3.2 10 3.85 15° 6 60
2R 4 3.2 15 3.85 15° 6 60
2R 4 3.2 20 3.85 15° 6 60
2R 4 3.2 25 3.85 15° 6 65
2R 4 3.2 30 3.85 15° 6 75
2R 4 3.2 35 3.85 15° 6 75
2R 4 3.2 40 3.85 15° 6 100
2R 4 3.2 45 3.85 15° 6 100
2R 4 3.2 50 3.85 15° 6 100
RPX6001E2%-84344TO | 2.5R 5 5 10 4.85 15° 6 60 4
2.5R 5 5 15 4.85 15° 6 60
2.5R 5 5 20 4.85 15° 6 60
2.5R 5 5 25 4.85 15° 6 65
2.5R 5 5 30 4.85 15° 6 75
2.5R 5 5 35 4.85 15° 6 75
2.5R 5 5 40 4.85 15° 6 100
2.5R 5 5 45 4.85 15° 6 100
2.5R 5 5 50 4.85 15° 6 100
3R 6 6 10 5.8 15° 6 60
3R 6 6 15 5.8 15° 6 60
3R 6 6 20 5.8 15° 6 60
3R 6 6 25 5.8 15° 6 65
3R 6 6 30 5.8 15° 6 75
3R 6 6 35 5.8 15° 6 75
3R 6 6 40 5.8 15° 6 100
3R 6 6 45 5.8 15° 6 100
3R 6 6 50 5.8 15° 6 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

General Milling

Alloyed Steel / Prehardened

steel Hardened Steel Hardened Steel
Work Material - 40~50HRC 50~60HRC
i for Semi-roughing Process for Finishing Process
for High Speed Roughing ghing g
Cutting Condition
g Speed | Feed ap | ae Speed | Feed ap | ae Speed | Feed ap | ae

CED R NL (min™) | (mm/min) (min™") | (mm/min) (min™) | (mm/min)
0.5R 5 18,000 | 1,200 | 0.05 | 0.13 | 18,000 | 1,080 | 0.05]| 0.13 | 18,000 960 | 0.03 | 0.02
0.5R 10 16,000 960 0.04 | 0.13 | 16,000 840 0.04 | 0.13 | 16,000 840 0.03 | 0.02
0.5R 15 8,000 500 0.03 | 0.13 | 8,000 500 0.03 | 0.13 | 8,000 500 0.03 | 0.02
0.5R 20 6,000 360 0.02 | 0.09 | 6,000 340 0.02 | 0.09 | 7,000 340 0.03 | 0.02
0.75R 5 18,000 | 1,800 0.1 { 0.3 | 16,000 | 1,560 0.1 | 0.24 | 18,000 [ 1,560 | 0.04 | 0.03
0.75R| 10 | 15,000 [ 1,320 | 0.06 | 0.24 | 15,000 | 1,140 | 0.06 | 0.2 | 16,000 | 1,200 | 0.04 | 0.03
0.75R| 15 7,500 660 |0.02 (0.16 | 7,500 600 |0.02 (0.16 | 7,500 480 |[0.04 | 0.03
0.75R| 20 5,300 450 (0.02|0.16 | 5,300 450 (0.02|0.16 | 5,300 450 |(0.04 | 0.03
1R 5 18,000 | 1,920 | 0.2 | 0.49 | 15,000 | 1,680 | 0.2 | 0.47 | 18,000 | 1,920 | 0.06 | 0.04
1R 10 | 12,000 | 1,500 |0.14|0.33| 11,000 | 1,320 | 0.14 | 0.33 | 12,000 | 1,440 | 0.06 | 0.04
1R 15 7,800 980 |0.14(0.33| 7,800 980 |0.14(0.33| 7,800 980 | 0.06 | 0.04
1R 20 6,200 780 |0.13(0.33| 6,200 720 |0.13|0.33| 6,200 720 | 0.06 | 0.04
1R 25 4,700 600 |0.12 (0.24| 4,700 570 |0.12 | 0.24| 4,700 570 | 0.06 | 0.04
1R 30 3,800 480 0.1 | 0.24| 3,500 460 0.1 | 0.24 | 3,500 460 |[0.06 | 0.04
1R 35 3,500 450 |[0.07 | 0.24| 3,500 450 |[0.07 | 0.24| 3,400 450 |[0.06 | 0.04
15R | 10 | 12,000 | 2,280 | 0.21|0.41| 8,000 | 1,440 | 0.21|0.41 11,000 | 2,040 | 0.09 | 0.06
15R | 15 | 12,000 | 2,280 | 0.2 | 0.41 | 8,000 | 1,440 | 0.2 | 0.41| 10,000 | 1,800 | 0.09 | 0.06
1.5R | 20 7,500 [ 1,380 |0.19|0.41, 7,200 | 1,200 (0.19|0.41| 7,500 | 1,200 | 0.09 | 0.06
1.5R [ 25 4,800 900 |0.19 [ 0.41| 4,600 840 |0.19 [ 0.41| 5,500 960 | 0.09 [ 0.06
1.5R | 30 4,000 760 |0.16 [ 0.33 | 3,400 600 |0.16 [ 0.33 | 5,000 820 | 0.09 | 0.06
1.5R 35 3,400 640 0.14 | 0.33 | 3,000 540 0.14 | 0.33 | 4,000 660 0.09 | 0.06
1.5R 40 2,800 530 0.13 ({0.33 | 2,600 480 0.13 { 0.33 | 3,500 600 0.09 | 0.06
1.75R| 10 12,000 | 2,280 | 0.23|0.45| 9,000 1,920 | 0.23|0.45 | 10,600 | 1,800 0.1 | 0.07
1.75R| 15 12,000 | 2,280 | 0.23|0.45| 9,000 1,920 | 0.23 | 0.45 | 10,000 | 1,440 0.1 | 0.07
1.75R| 20 7,280 1,580 | 0.22|0.41| 5,500 1,110 | 0.22 | 0.41 | 9,000 1,320 0.1 | 0.07
1.75R| 25 4,800 1,020 | 0.19 | 0.41 | 3,600 720 0.19(0.41| 7,500 1,140 0.1 | 0.07
1.75R| 30 4,550 990 |0.18 (0.41| 3,400 690 |0.18 [ 0.41| 5,000 840 0.1 | 0.07
3.5 |1.75R| 35 3,600 780 |0.15(0.41| 2,700 560 |0.15(0.41| 4,000 720 0.1 | 0.07
3.5 [1.75R| 40 3,180 690 |0.13(0.41| 2,400 480 (0.13]0.41| 3,500 690 0.1 | 0.07
3.5 |1.75R| 45 3,000 660 |0.12 (0.33| 2,250 560 |0.12 (0.33| 3,000 600 0.1 | 0.07
4 2R 10 9,600 | 2,400 | 0.3 (049 | 7,200 | 1,560 | 0.3 | 0.49 | 9,500 | 2,310 | 0.13 | 0.08
4 2R 15 9,300 | 2,280 | 0.27 (0.49 | 6,900 | 1,440 |0.27 | 0.49 | 9,000 | 2,190 | 0.13 | 0.08
4 2R 20 7,600 [ 1,860 |0.25|0.49 | 6,000 | 1,380 (0.25|0.49| 8,200 | 1,790 | 0.13 | 0.08
4
4
4

Wlwlwlw|w ol Bl B

2R 25 6,100 | 1,500 |0.23 (0.49 5,500 | 1,320 |0.23 (0.49 | 5,500 | 1,440 | 0.13 | 0.08
2R 30 5,000 | 1,260 | 0.2 | 0.49 | 4,500 960 0.2 | 0.49 | 4,500 900 |0.13|0.08
2R 35 3,600 900 |0.16|0.41| 3,600 780 |0.16|0.41 | 3,600 710 |0.13 ] 0.08
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Recommended Cutting Condition

General Milling

Alloyed Steel / Prehardened

steel Hardened Steel Hardened Steel
Work Material " 40~50HRC 50~60HRC
i for Semi-roughing Process for Finishing Process
for High Speed Roughing ghing g
Cutting Condition
g Speed | Feed ap | ae Speed | Feed ap | ae Speed | Feed ap | ae

CED R NL (min™) | (mm/min) (min™") | (mm/min) (min™) | (mm/min)
2R 40 3,000 760 |0.12 ([ 0.41| 3,000 660 |0.12 ( 0.41| 3,000 600 | 0.13 [ 0.08
2R 45 2,700 660 0.1 (033 | 2,700 600 0.1 (033 | 2,700 650 | 0.13 | 0.08
2R 50 2,500 630 0.1 (033 | 2,500 540 0.1 (033 | 2,500 480 |[0.13 | 0.08

2.5R 10 7,700 2,280 | 0.35]|0.66 | 4,800 1,320 | 0.35|0.66 | 7,700 2,190 | 0.15]0.12

2.5R 15 7,700 2,280 0.3 [ 0.66 | 4,800 1,200 0.3 [ 0.66 | 7,700 2,190 | 0.15]0.12

2.5R 20 7,700 2,160 0.3 [ 0.66 | 4,800 1,140 0.3 [ 0.66 | 6,500 1,680 | 0.15| 0.12

2.5R 25 5,100 1,560 [ 0.25(0.66 | 4,800 1,080 | 0.25 | 0.66 | 5,100 1,500 | 0.15| 0.12

25R | 30 4,800 | 1,440 | 0.2 (0.66 | 4,800 | 1,020 | 0.2 | 0.66 | 5,100 | 1,390 | 0.15] 0.12

25R | 35 4,400 | 1,320 | 0.14 | 0.66 | 4,400 900 |0.14|0.66| 5100 | 1,270 | 0.1 | 0.12

2.5R | 40 3,100 900 0.1 | 0.49 ] 3,100 780 0.1 | 0.49| 4,000 900 0.1 |0.12

2.5R 45 2,700 720 0.1 |0.49 | 2,700 660 0.1 | 0.49 | 3,000 720 0.1 | 0.12

2.5R | 50 2,500 660 0.1 | 0.49 | 2,500 600 0.1 | 0.49 | 2,500 580 0.1 |0.12
3R 10 7,700 | 2,400 |0.45|099, 4,800 | 1,320 (0.35|0.83| 7,700 | 2,310 | 0.18 [ 0.16
3R 15 7,700 | 2,400 |0.45|099 4,800 | 1,200 |(0.35|0.83| 7,700 | 2,310 | 0.18 [ 0.16
3R 20 7,400 | 2,280 |0.45|099, 4,800 | 1,140 (0.35|0.83| 7,700 | 2,190 | 0.18 | 0.16
3R 25 5,100 | 1,560 |0.43 099, 4,000 | 1,080 | 0.3 |0.83| 5,100 | 1,500 | 0.18 | 0.16
3R 30 5,100 | 1,440 |0.34|0.99, 4,000 | 1,020 | 0.3 |0.83| 5,100 | 1,390 | 0.18 | 0.16
3R 35 4,200 | 1,140 | 0.3 [ 0.99 | 4,000 960 0.3 [0.83 | 4,200 | 1,100 | 0.18 | 0.16
3R 40 3,700 990 0.2 | 0.83 | 3,600 830 0.2 | 0.83 | 3,700 810 [0.15]0.16
3R 45 3,600 900 (0.15]|0.74| 3,100 760 |[0.15]|0.66 | 3,000 680 0.1 [ 0.16
3R 50 3,000 750 0.1 [ 0.66 | 2,600 630 0.1 [ 0.66 | 2,600 580 0.1 | 0.16

(o1 @ > I () I (@ » W (@ > N e N 1@ > N e > I I W I 0 I O O T O I O O I O I O T O ) (SN R S

Depth of cut Work Material
ap R°ughing Finishing
7 ! 614|615 |G16|G17 e ol
® [ ] [ ] O ) > < >
a6 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

oW

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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L

RPX600IE3"-2433310

+Corner Radius - 3-Flute x 1.2D - Long Neck
+Uneven Flute / Variable Helix 33° /34° /35°

Best Seller

I3

: F|) & C
ar#az#¥a o
! : : 3Flutes 33

Q ND r

{’: D :
=T @@

af CEL b60

= |

OAL

CED | Tolerance
2~3 | 0~-0.014 Shank
36 | 0~0018] \\[h5§]
(unit : mm)
Code No. CED R CEL NL ND T° SD OAL Flute
2 0.2R 2.5 5 1.95 15° 6 60
2 0.2R 2.5 10 1.95 15° 6 60
2 0.2R 2.5 15 1.95 15° 6 60
2 0.2R 2.5 20 1.95 15° 6 60
2 0.2R 2.5 25 1.95 15° 6 60
2 0.2R 2.5 30 1.95 15° 6 75
2 0.2R 2.5 35 1.95 15° 6 75
2.5 0.2R 3 15 2.45 15° 6 60
RPXG00IE3*-24333T0 2.5 0.2R 3 20 2.45 15° 6 60 3
2.5 0.2R 3 25 2.45 15° 6 65
2.5 0.2R 3 30 2.45 15° 6 75
2.5 0.2R 3 40 2.45 15° 6 100
2.5 0.2R 3 50 2.45 15° 6 100
3 0.2R 4 20 2.85 15° 6 60
3 0.2R 4 25 2.85 15° 6 65
3 0.2R 4 30 2.85 15° 6 75
3 0.2R 4 40 2.85 15° 6 100
3 0.2R 4 50 2.85 15° 6 100
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UL

Code No. CED R CEL NL ND T° SD OAL Flute
4 0.3R 5 10 3.85 15° 6 60
4 0.3R 5 15 3.85 15° 6 60
4 0.3R 5 20 3.85 15° 6 60
4 0.3R 5 25 3.85 15° 6 65
4 0.3R 5 30 3.85 15° 6 75
4 0.3R 5 35 3.85 15° 6 75
4 0.3R 5 40 3.85 15° 6 100
4 0.3R 5 45 3.85 15° 6 100
RPXG00IE3*-24333T0 4 0.3R 5 50 3.85 15° 6 100 3
6 0.3R 7 10 5.8 15° 6 60
6 0.3R 7 15 5.8 15° 6 60
6 0.3R 7 20 5.8 15° 6 60
6 0.3R 7 25 5.8 15° 6 65
6 0.3R 7 30 5.8 15° 6 75
6 0.3R 7 35 5.8 15° 6 75
6 0.3R 7 40 5.8 15° 6 100
6 0.3R 7 45 5.8 15° 6 100
6 0.3R 7 50 5.8 15° 6 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Alloyed Steel / Prehardened

Side Milling

steel Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Condition | Speed | Feed Speed | Feed Speed | Feed

| 3 | min) | mmmin) | @[ 3 | (min7) | (mm/min | 3P| @€

CED R NL (min~") | (mm/min)

2 0.2R 5 18,000 | 1,600 | 0.15| 0.4 | 18,000 ( 1,360 | 0.13| 0.4 | 18,000 | 1,150 | 0.06 | 0.4

2 0.2R 10 12,000 | 1,050 |0.15| 0.4 | 12,000 | 1,000 |0.13| 0.4 | 12,000 850 0.06| 0.4

2 0.2R 15 7,800 780 0.12 | 0.4 | 7,800 740 0.1 | 0.4 | 7,800 650 0.06 | 0.4

2 0.2R | 20 6,200 620 0.1 | 0.3 | 6,200 600 |0.07( 0.3 | 6,200 550 |0.06| 0.3

2 0.2R 25 4,700 470 0.07| 0.3 | 4,700 450 0.06 | 0.3 | 4,700 380 0.06| 0.3

2 0.2R [ 30 3,500 350 |0.07| 0.3 | 3,500 300 |0.05| 0.3 | 3,500 300 |0.05( 0.3

2 0.2R | 35 3,500 350 |0.07| 0.2 | 3,500 280 |0.04( 0.2 | 3,500 280 (0.04| 0.2

2.5 | 0.2R 15 8,900 800 0.15| 0.4 | 8,900 680 0.15| 0.4 | 8,900 610 0.08 | 0.4

25 [ 02R | 20 6,300 570 |0.15| 0.4 | 6,300 490 |0.15| 0.4 | 6,300 440 |0.08| 0.4

25 [ 0.2R [ 25 5,100 460 |0.12| 0.3 | 5,100 390 |0.12| 0.3 | 5,100 350 |0.08| 0.3

25 [ 02R | 30 3,800 340 |0.12| 0.3 | 3,800 290 |0.12| 0.3 | 3,800 260 |0.08 | 0.3

25 [ 0.2R | 40 2,800 250 0.1 | 0.3 | 2,800 210 0.1 | 0.3 | 2,800 190 (0.08| 0.3

25 | 0.2R [ 50 2,800 250 |0.08| 0.2 | 2,800 210 |0.08| 0.2 | 2,800 190 | 0.07 | 0.2

3 0.2R 20 7,500 1,100 (0.12| 0.5 | 7,500 940 0.12| 0.5 | 7,500 800 0.1 | 05

3 0.2R 25 4,800 700 0.12| 0.4 | 4,800 600 0.12| 0.4 | 4,800 510 01| 04

3 0.2R | 30 3,800 550 0.1 | 04 | 3,800 480 0.1 | 04 | 3,800 400 |0.08| 0.4

3 0.2R | 40 2,600 420 |0.08| 0.3 | 2,600 380 |0.08| 0.3 | 2,600 320 |0.07| 0.3

3 0.2R 50 2,200 350 0.08 0.3 | 2,200 300 0.08 0.3 | 2,200 260 0.07| 0.3

4 0.3R 10 9,500 | 2,100 | 0.2 ( 0.9 | 9,500 | 1,800 | 0.2 [ 0.9 | 9,500 | 1,530 |0.12| 0.8

4 03R | 15 9,000 ( 2,000 | 0.2 | 0.8 | 9,000 ( 1,700 | 0.2 | 0.8 | 9,000 | 1,440 |0.12| 0.8

4 0.3R 20 8,200 1,700 | 0.2 | 0.7 | 8,200 1,450 | 0.14 | 0.7 | 8,200 1,230 (0.12| 0.7

4 0.3R | 25 5,500 | 1,150 |0.15( 0.7 | 5,500 980 |0.11| 0.7 | 5,500 830 |0.09| 0.7

4 0.3R | 30 4,500 960 |0.15| 0.7 | 4,500 850 |0.09| 0.7 | 4,500 800 |0.07| 0.7

4 03R | 35 3,600 750 |0.12| 0.6 | 3,600 680 |0.09| 0.6 | 3,600 650 |0.07| 0.6

4 0.3R | 40 3,000 620 |0.12| 0.6 | 3,000 580 |0.09| 0.6 | 3,000 560 |0.07| 0.6

4 0.3R | 45 2,700 560 0.1 | 0.5 | 2,700 500 |0.08| 0.5 | 2,700 480 |0.06| 0.5
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Side Milling
gloves Steeslté ePIrehardened Hardened Steel Hardened Steel
Work Material 40~50HRC 50~60HRC
aLalie for Semi-roughing Process for Finishing Process
for High Speed Roughing ghing J
Cutting Condition | Speed | Feed Speed | Feed Speed | Feed

a | 3 | e | mmmin| P | 2 | min) | (mmmig | 3P | 3

CED R NL (min™") [ (mm/min)

4 03R | 45 2,500 510 0.1 | 0.5 | 2,500 450 |0.08| 0.5 | 2,500 430 |0.06| 0.5

6 |03R| 10 | 7,200 | 2,200 |035]| 1.3 | 7,200 | 1,800 |0.24| 1.3 | 7,200 | 1,530 |0.15| 1.1

6 0.3R 15 7,000 | 2,000 |0.35( 1.3 | 7,000 1,700 (0.24| 1.3 | 7,000 1,440 (0.15| 11

6 03R | 20 6,800 | 1,800 |0.24( 1.2 | 6,800 1,530 [ 0.2 | 1.2 | 6,800 1,300 (0.15( 1

6 0.3R 25 6,500 1,300 | 0.24 | 1.2 | 6,500 1,100 | 0.2 | 1.2 | 6,500 930 015]| 1

6 03R | 30 5,100 | 1,000 | 0.2 | 1.2 | 5,100 850 |0.18| 1.2 | 5,100 720 | 016 1

6 03R | 35 4,200 800 0.2 1 4,200 680 |0.18| 1 4,200 580 |0.16| 0.8

6 0.3R | 40 3,700 700 015| 1 3,700 600 013 1 3,700 510 0.11| 0.8

6 0.3R | 45 2,600 480 [013]| 1 2,600 400 0.1 1 2,600 340 |0.08| 0.8

6 03R | 50 2,300 420 0.1 | 09 | 2,300 360 |0.08| 0.9 | 2,300 300 |0.06| 0.7

Depth of cut Work Material
1 H Roughpg Finishing
1 % 7 614|615 616|617 I
a | 8e | v ejlee 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RPX600IE4 -243aa10

+Corner Radius - 4-Flute x 1.5D - Long Neck
+Uneven Flute / Variable Helix 34° /36°

S — . B
arfa:#as#as %ges [m] 346° ‘
N

OAL

CED | Tolerance
2~3 | 0~-0.014 Shank
36 | 0~0018] \\[h5§]
(unit : mm)
Code No. CED R CEL NL ND T° SD OAL Flute
2 0.2R 3 5 1.95 15° 6 60
2 0.2R 3 10 1.95 15° 6 60
2 0.2R 3 15 1.95 15° 6 60
2 0.2R 3 20 1.95 15° 6 60
2 0.2R 3 25 1.95 15° 6 60
2 0.2R 3 30 1.95 15° 6 75
2 0.2R 3 35 1.95 15° 6 75
2.5 0.2R 3.8 15 2.45 15° 6 60
RPXG00IE4*-24344T0 2.5 0.2R 3.8 20 2.45 15° 6 60 A
2.5 0.2R 3.8 25 2.45 15° 6 65
2.5 0.2R 3.8 30 2.45 15° 6 75
2.5 0.2R 3.8 40 2.45 15° 6 100
2.5 0.2R 3.8 50 2.45 15° 6 100
3 0.2R 4.5 20 2.85 15° 6 60
3 0.2R 4.5 25 2.85 15° 6 65
3 0.2R 4.5 30 2.85 15° 6 75
3 0.2R 4.5 40 2.85 15° 6 100
3 0.2R 4.5 50 2.85 15° 6 100
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Code No. CED R CEL NL ND T° SD OAL Flute
4 0.3R 6 10 3.85 15° 6 60
4 0.3R 6 15 3.85 15° 6 60
4 0.3R 6 20 3.85 15° 6 60
4 0.3R 6 25 3.85 15° 6 65
4 0.3R 6 30 3.85 15° 6 75
4 0.3R 6 35 3.85 15° 6 75
4 0.3R 6 40 3.85 15° 6 100
4 0.3R 6 45 3.85 15° 6 100
RPXG00IE4*-24344T0 4 0.3R 6 50 3.85 15° 6 100 4
6 0.3R 9 10 5.8 15° 6 60
6 0.3R 9 15 5.8 15° 6 60
6 0.3R 9 20 5.8 15° 6 60
6 0.3R 9 25 5.8 15° 6 65
6 0.3R 9 30 5.8 15° 6 75
6 0.3R 9 35 5.8 15° 6 75
6 0.3R 9 40 5.8 15° 6 100
6 0.3R 9 45 5.8 15° 6 100
6 0.3R 9 50 5.8 15° 6 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Alloyed Steel / Prehardened

Side Milling

steel Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Condition | gpeed | Feed Speed | Feed Speed | Feed

CED R NL | (RPM/min) | (mm/min) ap e (RPM/min) [ (mm/min) ap e (RPM/min) [ (mm/min) ap e

2 0.2R 5 18,000 | 1,920 | 0.15|0.33 | 18,000 | 1,960 | 0.13 | 0.33 | 18,000 [ 1,380 | 0.06 | 0.33

2 0.2R 10 12,000 | 1,260 | 0.15 | 0.33 | 12,000 | 1,200 | 0.13|0.33 | 12,000 | 1,230 | 0.06 | 0.33

2 0.2R 15 7,800 940 |0.12]0.33 | 7,800 890 0.1 {0.33| 7,800 780 |0.06|0.33

2 0.2R 20 6,200 750 0.1 [ 0.24 | 6,200 720 0.07 | 0.24 | 6,200 660 0.06 | 0.19

2 0.2R 25 4,700 570 0.07 |1 0.24 | 4,700 540 0.06 | 0.24 | 4,700 460 0.06 | 0.19

2 0.2R [ 30 3,500 420 |0.07|0.24| 3,500 360 |0.05]0.24| 3,500 360 |0.05]0.19

2 0.2R | 35 3,500 400 |0.07]0.16| 3,500 340 |0.04]0.16 | 3,500 340 |0.04]0.13

2.5 | 0.2R 15 8,900 960 0.150.33 | 8,900 980 0.150.33 | 8,900 740 0.08 | 0.27

25 [ 0.2R | 20 6,300 690 |0.15]0.33 | 6,300 590 |0.15]0.33 | 6,300 530 | 0.08 | 0.27

25 [ 0.2R [ 25 5,100 560 |0.12|0.24| 5,100 470 |0.12|0.24| 5,100 420 | 0.08|0.19

25 [ 02R | 30 3,800 410 |0.12|0.24| 3,800 350 |0.12|0.24| 3,800 320 |0.08]0.19

25 [ 0.2R | 40 2,800 300 0.1 | 0.24 | 2,800 260 0.1 | 0.24 | 2,800 230 | 0.08 | 0.19

25 [ 0.2R | 50 2,800 300 |0.08|0.16 | 2,800 260 |0.08 0.16 | 2,800 230 |0.07(0.13

3 0.2R 20 7,500 1,320 (0.12 | 0.41| 7,500 1,130 (0.12 | 0.41| 7,500 960 0.1 {034

3 0.2R 25 4,800 840 0.12 1 0.33 | 4,800 720 0.12 1 0.33 | 4,800 740 0.1 | 0.27

3 0.2R [ 30 3,800 660 0.1 | 0.33 | 3,800 570 0.1 {0.33| 3,800 590 |0.08]0.27

3 0.2R | 40 2,600 510 |0.08]0.24 | 2,600 460 | 0.08|0.24| 2,600 390 |0.07]0.19

3 0.2R 50 2,200 420 0.08 | 0.24 | 2,200 360 0.08 | 0.24 | 2,200 320 0.07 | 0.19

4 0.3R 10 9,500 | 2,520 | 0.2 (0.74 | 9,500 | 2,160 | 0.2 [0.74 | 9,500 | 2,000 | 0.12 | 0.66

4 0.3R 15 9,000 | 2,400 | 0.2 [(0.66 | 9,000 | 2,000 | 0.2 | 0.66 | 9,000 1,730 [ 0.12 | 0.54

4 0.3R 20 8,200 2,040 | 0.2 [ 0.58 | 8,200 1,740 | 0.14 | 0.58 | 8,200 1,480 |(0.12 | 0.48

4 0.3R | 25 5,500 1,380 [0.15|0.58 | 5,500 1,180 [ 0.11 | 0.58 | 5,500 1,000 | 0.09 | 0.48

4 0.3R [ 30 4,500 1,160 [ 0.15 | 0.58 | 4,500 1,020 [ 0.09 | 0.58 | 4,500 960 | 0.07|0.48

4 0.3R | 35 3,600 900 |0.120.49 | 3,600 820 |0.09(0.49| 3,600 780 ]0.07| 0.4

4 0.3R | 40 3,000 750 |0.12|0.49 | 3,000 700 |0.09]|0.49 | 3,000 680 |0.07| 0.4

4 0.3R | 45 2,700 680 0.1 | 041 2,700 600 |0.08|0.41| 2,700 580 |0.06|0.34
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Side Milling
GG Steeslté ePIrehardened Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
. . for Semi-roughing Process for Finishing Process
for High Speed Roughing
Cutting Condition | ¢
peed | Feed Speed | Feed Speed | Feed
ap e ap e (RPM/min) [ (mm/min) ap e

CED R NL | (RPM/min) [ (mm/min) (RPM/min) [ (mm/min)

4 03R | 50 2,500 620 0.1 | 0.41 | 2,500 540 |0.08|0.41| 2,500 5520 | 0.06 | 0.34

6 | 03R| 10 | 7,200 | 2,520 | 035 1.08| 7,200 | 2,160 |0.24|1.08 | 7,200 | 2,210 | 0.15 | 0.73

6 0.3R 15 7,000 | 2,400 | 0.35(1.08| 7,000 | 2,450 | 0.24(1.08 | 7,000 1,730 (0.15(0.73

6 03R | 20 6,800 | 2,160 | 0.24(0.99| 6,800 | 2,210 | 0.2 [ 0.99 | 6,800 1,560 | 0.15 | 0.65

6 0.3R 25 6,500 1,560 | 0.24]0.99| 6,500 1,320 | 0.2 | 0.99| 6,500 1,120 | 0.15| 0.65

6 03R | 30 5,100 | 1,200 | 0.2 [ 0.99 | 5,100 1,230 [0.18 | 0.99 | 5,100 870 |0.16 | 0.65

6 03R | 35 4,200 960 0.2 | 0.83 | 4,200 980 |0.18|0.83 | 4,200 700 |0.16]0.52

6 0.3R | 40 3,700 840 0.150.83 | 3,700 720 0.1310.83 | 3,700 740 0.11 | 0.52

6 0.3R | 45 2,600 580 |0.13]0.83 | 2,600 480 0.1 | 0.83 | 2,600 490 | 0.08|0.52

6 03R | 50 2,300 510 0.1 | 0.74 | 2,300 440 |0.08|0.74| 2,300 360 |0.06]0.44

Depth of cut Work Material
1 H Roughpg Finishing
1 % 7 614|615 616|617 I
a | 8e | v ejlee 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RPX600IE3"-1433310

*Square - 3-Flute x 1.2D - Long Neck
+Uneven Flute / Variable Helix 33° /34° /35°

UL

@ —

as

IE]

Serles

B (=) [ @)

ar#a#as
ND r =
e I (K) (8 (e
a|* CEL »60
S L —
OAL |
CED Tolerance
2~3 0~-0.014 Shank
36 | o-0018| N\[[h5§]
(unit : mm)
Code No. CED CEL NL ND T° SD OAL Flute
2 2.5 5 1.95 15° 6 60
2 2.5 10 1.95 15° 6 60
2 2.5 15 1.95 15° 6 60
2 2.5 20 1.95 15° 6 60
2 2.5 25 1.95 15° 6 60
2 2.5 30 1.95 15° 6 75
2 2.5 35 1.95 15° 6 75
2.5 3 15 2.45 15° 6 60
+ 2.5 3 20 2.45 15° 6 60
RPX600IE3™-14333TO 3
2.5 3 25 2.45 15° 6 65
2.5 3 30 2.45 15° 6 75
2.5 3 40 2.45 15° 6 100
2.5 3 50 2.45 15° 6 100
3 4 20 2.85 15° 6 60
3 4 25 2.85 15° 6 65
3 4 30 2.85 15° 6 75
3 4 40 2.85 15° 6 100
3 4 50 2.85 15° 6 100

162 http://www.citytools.com.tw

SIS



UL

Code No. CED CEL NL ND T° SD OAL Flute
& 5 10 3.85 15° 6 60
4 5 15 3.85 15° 6 60
- 5 20 3.85 15° 6 60
i 5 25 3.85 15° 6 65
“ 5 30 3.85 15° 6 75
. 5 35 3.85 15° 6 75
- 5 40 3.85 15° 6 100
v 5 45 3.85 15° 6 100
RPX600IE3*-14333T0 | > >0 — 15° 6 100 ;
6 7 10 5.8 15° 6 60
6 7 15 5.8 15° . o
6 7 20 5.8 15° . =
6 7 25 5.8 15° . -
6 7 30 5.8 15° 6 75
6 7 35 5.8 15° 6 75
6 7 40 5.8 15° 6 100
6 7 45 5.8 15° 6 100
6 7 50 5.8 15° 6 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
M ial ~40HRC 40~50HRC 50~60HRC
ateria for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition | Speed Feed Speed Feed Speed Feed
CED NL (RPM/min) | (mm/min) ap e (RPM/min) | (mm/min) ap e (RPM/min) | (mm/min) ap e

2 5 18,000 1,600 | 0.15 | 0.4 | 18,000 1,360 | 0.13 | 0.4 | 18,000 1,150 | 0.06 | 0.4

2 10 12,000 1,050 | 0.15| 04 | 12,000 | 1,000 | 0.13 | 0.4 | 12,000 850 0.06 | 0.4

2 15 7,800 780 0.12 | 04 7,800 740 0.1 0.4 7,800 650 0.06 | 0.4

2 20 6,200 620 0.1 0.3 6,200 600 0.07 | 0.3 6,200 550 0.06 | 0.3

2 25 4,700 470 0.07 | 0.3 4,700 450 0.06 | 0.3 4,700 380 0.06 | 0.3

2 30 3,500 350 0.07 | 0.3 3,500 300 0.05| 0.3 3,500 300 0.05| 0.3

2 35 3,500 330 0.07 | 0.2 3,500 280 0.04 | 0.2 3,500 280 0.04 | 0.2

2.5 15 8,900 800 0.15| 0.4 8,900 680 0.15 | 0.4 8,900 610 0.08 | 0.4

2.5 20 6,300 570 0.15| 0.4 6,300 490 0.15 | 0.4 6,300 440 0.08 | 0.4

2.5 25 5,100 460 0.12 | 0.3 5,100 390 0.12 | 0.3 5,100 350 0.08 | 0.3

25 30 3,800 340 0.12 | 0.3 3,800 290 0.12 | 0.3 3,800 260 0.08 | 0.3

2.5 40 2,800 250 0.1 0.3 2,800 210 0.1 0.3 2,800 190 0.08 | 0.3

2.5 50 2,800 250 0.08 | 0.2 2,800 210 0.08 | 0.2 2,800 190 0.07 | 0.2

3 20 7,500 1,100 | 0.12 | 0.5 7,500 940 0.12 | 0.5 7,500 800 0.1 0.5

3 25 4,800 700 0.12 | 04 4,800 600 0.12 | 04 4,800 510 0.1 0.4

3 30 3,800 550 0.1 0.4 3,800 470 0.1 0.4 3,800 400 0.08 | 0.4

3 40 2,600 420 0.08 | 0.3 2,600 380 0.08 | 0.3 2,600 320 0.07 | 0.3

3 50 2,200 350 0.08 | 0.3 2,200 300 0.08 | 0.3 2,200 260 0.07 | 0.3

4 10 9,500 2,100 0.2 0.9 9,500 1,800 0.2 0.9 9,500 1,530 | 0.12 | 0.8

4 15 9,000 2,000 0.2 0.8 9,000 1,700 0.2 0.8 9,000 1,440 | 0.12 | 0.8

4 20 8,200 1,700 0.2 0.7 8,200 1,450 | 0.14 | 0.7 8,200 1,230 | 0.12 | 0.7

4 25 5,500 1,150 | 0.15 | 0.7 5,500 980 0.11 | 0.7 5,500 830 0.09 | 0.7

4 30 4,500 960 0.15 | 0.7 4,500 820 0.09 | 0.7 4,500 830 0.07 | 0.7

4 35 3,600 750 0.12 | 0.6 3,600 640 0.09 | 0.6 3,600 800 0.07 | 0.6

4 40 3,000 620 0.12 | 0.6 3,000 530 0.09 | 0.6 3,000 650 0.07 | 0.6
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Recommended Cutting Condition

Side Milling
Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
Material : ~40HRC : .40"'50I-!RC .SP"G.OHRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
cc:;dm:: (RSP'I)we/ﬁri) (mF:/err(l’in) a | e (;':ne/ﬁg\) (mFl:/en‘\::n) a | e (ri':ne/zgx) (n::l:/en:n) a | 3

4 45 2,700 560 0.1 0.5 2,700 480 0.08 | 0.5 2,700 610 0.06 | 0.5
4 45 2,500 510 0.1 0.5 2,500 430 0.08 | 0.5 2,500 580 0.06 | 0.5
6 10 8,000 2,100 035 1.3 8,000 1,800 | 0.24 | 1.3 8,000 1,530 | 0.15 | 1.1
6 15 7,800 2,000 035 | 13 7,800 1,700 | 0.24 | 1.3 7,800 1,440 | 0.15 | 11
6 20 7,200 1,800 | 0.24 | 1.2 7,200 1,530 0.2 1.2 7,200 1,300 | 0.15 1
6 25 6,500 1,300 | 0.24 | 1.2 6,500 1,100 0.2 1.2 6,500 930 0.15 1
6 30 5,100 1,000 0.2 1.2 5,100 850 0.18 | 1.2 5,100 720 0.16 1
6 35 4,200 800 0.2 1 4,200 680 0.18 1 4,200 580 0.16 | 0.8
6 40 3,700 700 0.15 1 3,700 600 0.13 1 3,700 510 0.11 | 0.8
6 45 2,600 480 0.13 1 2,600 400 0.1 1 2,600 340 0.08 | 0.8
6 50 2,300 420 0.1 0.9 2,300 360 0.08 | 0.9 2,300 300 0.06 | 0.7

Depth of cut Work Material

_V—ZI H E-nghing Finishine m

. 777 G14/615|G16/G17| --;‘ ‘A‘-- ‘

ap - 8e ¢ | e e O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RPX600IE4 -1434a10

*Square - 4-Flute x 1.5D - Long Neck
+Uneven Flute / Variable Helix 34° /36°

a4 ¥

% R 7

arfa:#as#as 4 [Iﬂ]
Flutes 34°/ 36°

ND
»
S —— %****7*7*7*7**58 N (8Y (e
al_l CEL | »60
q a | —

OAL

CED | Tolerance

2~3 | 0~-0.014 Shank
3% | 0~-0.018 h5
(unit : mm)
Code No. CED CEL NL ND T° SD OAL Flute
2 3 5 1.95 15° 6 60
2 3 10 1.95 15° 6 60
2 3 15 1.95 15° 6 60
2 3 20 1.95 15° 6 60
2 3 25 1.95 15° 6 60
2 3 30 1.95 15° 6 75
2 3 35 1.95 15° 6 75
2.5 3.8 15 2.45 15° 6 60
RPX600IEA*-14344T0 | >8 2 25 l ° ®0 4

2.5 3.8 25 2.45 15° 6 65
2.5 3.8 30 2.45 15° 6 75
2.5 3.8 40 2.45 15° 6 100
2.5 3.8 50 2.45 15° 6 100
3 4.5 20 2.85 15° 6 60
3 4.5 25 2.85 15° 6 65
3 4.5 30 2.85 15° 6 75
3 4.5 40 2.85 15° 6 100
3 4.5 50 2.85 15° 6 100

166 http://www.citytools.com.tw

SIS



UL

Code No. CED CEL NL ND T° SD OAL Flute
& 6 10 3.85 15° 6 60
4 6 15 3.85 15° 6 60
- 6 20 3.85 15° 6 60
i 6 25 3.85 15° 6 65
“ 6 30 3.85 15° 6 75
. 6 35 3.85 15° 6 75
- 6 40 3.85 15° 6 100
v 6 45 3.85 15° 6 100
RPX600IE4*-14344TO |—— ° >0 — 15° 6 100 .
6 9 10 5.8 15° 6 60
6 9 15 5.8 15° . -
6 9 20 5.8 15° . -
6 9 25 5.8 15° . -
6 9 30 5.8 15° 6 75
6 9 35 5.8 15° 6 75
6 9 40 5.8 15° 6 100
6 9 45 5.8 15° 6 100
6 9 50 5.8 15° 6 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
M ial ~40HRC 40~50HRC 50~60HRC
ateria for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition | Speed Feed Speed Feed Speed Feed
(RPM/min) | (mm/min) ap e (RPM/min) | (mm/min) ap e (RPM/min) | (mm/min) ap e
CED | NL
2 5 18,000 1,920 | 0.15 | 0.33 | 18,000 1,960 | 0.13 | 0.33 | 18,000 1,380 | 0.06 | 0.33

2 10 12,000 1,260 | 0.15 | 0.33 | 12,000 | 1,200 | 0.13 | 0.33 | 12,000 | 1,230 | 0.06 | 0.33

2 15 7,800 940 0.12 | 0.33 | 7,800 890 0.1 | 033 | 7,800 780 0.06 | 0.33

2 20 6,200 750 0.1 | 0.24 | 6,200 720 0.07 | 0.24 | 6,200 660 0.06 | 0.19

2 25 4,700 570 0.07 | 0.24 | 4,700 540 0.06 | 0.24 | 4,700 460 0.06 | 0.19

2 30 3,500 420 0.07 | 0.24 | 3,500 430 0.05 | 0.24 | 3,500 360 0.05 | 0.19

2 35 3,500 400 0.07 | 0.16 | 3,500 340 0.04 | 0.16 | 3,500 360 0.04 | 0.13

2.5 15 8,900 960 0.15 | 0.33 | 8,900 980 0.15 | 0.33 | 8,900 740 0.08 | 0.27

2.5 20 6,300 690 0.15 | 0.33 | 6,300 590 0.15 | 0.33 | 6,300 530 0.08 | 0.27

2.5 25 5,100 560 0.12 | 0.24 | 5,100 470 0.12 | 0.24 | 5,100 420 0.08 | 0.19

2.5 30 3,800 410 0.12 | 0.24 | 3,800 350 0.12 | 0.24 | 3,800 320 0.08 | 0.19

2.5 40 2,800 300 0.1 | 0.24 | 2,800 260 0.1 | 0.24 | 2,800 230 0.08 | 0.19

2.5 50 2,800 300 0.08 | 0.16 | 2,800 260 0.08 | 0.16 | 2,800 230 0.07 | 0.13

3 20 7,500 1,320 | 0.12 | 0.41 | 7,500 1,130 | 0.12 | 0.41 | 7,500 960 0.1 | 0.34

3 25 4,800 840 0.12 | 0.33 | 4,800 720 0.12 | 0.33 | 4,800 740 0.1 | 0.27

3 30 3,800 660 0.1 | 033 ] 3,800 570 0.1 | 0.33 | 3,800 590 0.08 | 0.27

3 40 2,600 510 0.08 | 0.24 | 2,600 460 0.08 | 0.24 | 2,600 390 0.07 | 0.19

3 50 2,200 420 0.08 | 0.24 | 2,200 360 0.08 | 0.24 | 2,200 320 0.07 | 0.19

4 10 9,500 2,520 0.2 | 0.74 | 9,500 2,160 0.2 | 0.61 | 9,500 2,000 | 0.12 | 0.66

4 15 9,000 2,400 0.2 [ 0.66 | 9,000 2,000 0.2 [ 0.54 | 9,000 1,730 | 0.12 | 0.44

4 20 8,200 2,040 0.2 | 0.58 | 8,200 1,740 | 0.14 | 0.48 | 8,200 1,480 | 0.12 | 0.39

4 25 5,500 1,380 ([ 0.15 | 0.58 | 5,500 1,180 | 0.11 | 0.48 | 5,500 1,000 | 0.09 | 0.39

4 30 4,500 1,160 | 0.15 | 0.58 | 4,500 990 0.09 | 0.48 | 4,500 900 0.07 | 0.39

4 35 3,600 900 0.12 | 0.49 | 3,600 770 0.09 | 0.4 3,600 700 0.07 | 0.33

4 40 3,000 750 0.12 | 0.49 | 3,000 640 0.09 | 0.4 3,000 560 0.07 | 0.33
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Side Milling
Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
Material ~40HRC 40~50HRC 50~60HRC
ateria for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition | Speed Feed Speed Feed Speed Feed

ap de ap de dp de

(RPM/min) | (mm/min) (RPM/min) [ (mm/min) (RPM/min) [ (mm/min)

CED | NL

4 45 2,700 680 0.1 [ 041 | 2,700 580 0.08 | 0.34 | 2,700 520 0.06 | 0.28

4 45 2,500 620 0.1 | 0.41 | 2,500 520 0.08 | 0.34 | 2,500 460 0.06 | 0.28

6 10 8,000 2,520 | 0.35 | 1.08 | 8,000 2,160 | 0.24 | 0.89 | 8,000 2,210 | 0.15 | 0.57

6 15 7,800 2,400 | 0.35 | 1.08 | 7,800 2,450 | 0.24 | 0.89 | 7,800 1,730 | 0.15 | 0.57

6 20 7,200 2,160 | 0.24 | 0.99 | 7,200 2,210 0.2 | 0.82 | 7,200 1,560 | 0.15 | 0.51

6 25 6,500 1,560 | 0.24 | 0.99 | 6,500 1,320 0.2 | 0.82 | 6,500 1,120 | 0.15 | 0.51

6 30 5,100 1,200 0.2 | 099 | 5,100 1,230 | 0.18 | 0.82 | 5,100 870 0.16 | 0.51

6 35 4,200 960 0.2 | 0.83 | 4,200 980 0.18 | 0.69 | 4,200 700 0.16 | 0.4

6 40 3,700 840 0.15 | 0.83 | 3,700 720 0.13 | 0.69 | 3,700 740 0.11 | 0.4

6 45 2,600 580 0.13 | 0.83 | 2,600 480 0.1 | 0.69 | 2,600 490 0.08 | 0.4

6 50 2,300 510 0.1 | 0.74 | 2,300 440 0.08 | 0.61 | 2,300 360 0.06 | 0.34

Depth of cut Work Material
_V_ H Roughi F.‘“\S\'\'\“g
Z, G14|615| 616|617 . _-lﬂ
b L. < ;: 4A >
ap - 8e ¢ | e e O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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WL

RTX600E3"-8433310

+Ball Nose - 3-Flute x 1D- Taper Neck
+Variable Helix 33° /34° /35°

G ==

Best Seller
|:|. i|

Serles

RY

e
Vi
33°

LA
)
»60
N—

e !
Bl—= CED | Tolerance Shank
oL R w00 | KNhsg)
(unit : mm)
Code No. R CED CEL L1 | Taper | NL ND T° SD OAL | Flute
0.5R 1 15 2.5 1° 5 0.95 15° 6 60
0.5R 1 1.5 2.5 1° 10 0.95 15° 6 60
0.5R 1 15 2.5 1° 15 0.95 15° 6 60
0.5R 1 1.5 2.5 1° 20 0.95 15° 6 60
0.75R 1.5 2.25 3.75 1° 5 1.45 15° 6 60
0.75R 1.5 2.25 3.75 1° 10 1.45 15° 6 60
0.75R 1.5 2.25 3.75 1° 15 1.45 15° 6 60
0.75R 1.5 2.25 3.75 1° 20 1.45 15° 6 60
0.75R 1.5 2.25 3.75 1° 25 1.45 15° 6 60
0.75R 15 2.25 3.75 1° 30 1.45 15° 6 75
RTXG00E3*.84333T0 1R 2 3 5 1° 10 1.95 15° 6 60 3
1R 2 3 5 1° 15 1.95 15° 6 60
1R 2 3 5 1° 20 1.95 15° 6 60
1R 2 3 5 1° 25 1.95 15° 6 65
1R 2 3 5 1° 30 1.95 15° 6 75
1R 2 3 5 1° 40 1.95 15° 6 100
1R 2 3 5 1° 50 1.95 15° 6 100
1R 2 3 5 1.5° 20 1.95 15° 6 60
1R 2 3 5 1.5° 25 1.95 15° 6 65
1R 2 3 5 1.5° 30 1.95 15° 6 75
1R 2 3 5 1.5° 40 1.95 15° 6 100
1R 2 3 5 1.5° 50 1.95 15° 6 100
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Code No. R CED CEL L1 Taper | NL ND T° SD OAL | Flute
1R 2 3 5 1.5° 60 1.95 15° 6 110
1.5R 3 4.5 6.5 1° 15 2.9 15° 6 60
1.5R 3 4.5 6.5 1° 20 2.9 15° 6 60
1.5R 3 4.5 6.5 1° 25 2.9 15° 6 65
1.5R 3 4.5 6.5 1° 30 2.9 15° 6 75
1.5R 3 4.5 6.5 1° 40 2.9 15° 6 100
1.5R 3 4.5 6.5 1° 50 2.9 15° 6 100
1.5R 3 4.5 6.5 1° 60 2.9 15° 6 110
1.5R 3 4.5 6.5 3° 30 2.9 15° 6 75
1.5R 3 4.5 6.5 3° 40 2.9 15° 8 100
1.5R 3 4.5 6.5 3° 50 2.9 15° 10 100
1.5R 3 4.5 6.5 3° 70 2.9 15° 12 120
2R 4 6 9 1° 30 3.9 15° 6 75
2R 4 6 9 1° 40 3.9 15° 6 100
2R 4 6 9 1° 50 3.9 15° 6 100
RTXG00E3*-84333T0 2R 4 6 9 1° 60 3.9 15° 8 110 3
2R 4 6 9 1° 70 3.9 15° 8 120
2R 4 6 9 1° 80 3.9 15° 8 125
2R 4 6 9 1.5° 40 3.9 15° 6 100
2R 4 6 9 1.5° 60 3.9 15° 8 110
2R 4 6 9 1.5° 80 3.9 15° 8 125
2.5R 5 7.5 10.5 1° 30 4.9 15° 8 75
2.5R 5 7.5 10.5 1° 35 4.9 15° 8 75
2.5R 5 7.5 10.5 1° 40 4.9 15° 8 100
2.5R 5 7.5 10.5 1° 50 4.9 15° 8 100
2.5R 5 7.5 10.5 1° 60 4.9 15° 8 110
2.5R 5 7.5 10.5 1° 70 4.9 15° 8 120
2.5R 5 7.5 10.5 1° 80 4.9 15° 8 125
3R 6 9 12 1° 40 5.8 15° 8 100
3R 6 6 12 1° 50 5.8 15° 8 100
3R 6 6 12 1° 60 5.8 15° 8 110
3R 6 6 12 1° 90 5.8 15° 10 150

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling

Alloyed Ste«;lé;rehardened Hardened Steel Hardened Steel
Work Matertal Mis for Sem:?;usgl::; Process for FI:?S:\GI:: ﬁfocess
for High Speed Roughing
Cutting Condition | Speed | Feed ap | Speed | Feed ap | e Speed | Feed o | e
CED | R NL | (RPM/min) | (mm/min) (RPM/min) | (mm/min) (RPM/min) | (mm/min)
1 0.5R 5 18,000 900 |(0.05|0.16| 18,000 850 |[0.05|0.16 | 18,000 800 (0.03]0.03
1 0.5R | 10 | 16,000 800 |(0.04|0.16 | 16,000 700 |(0.04|0.16 | 16,000 700 |(0.03]0.03
1 05R | 15 8,000 420 |0.03|0.16 | 8,000 400 |0.03|0.16| 8,000 400 |0.03|0.03
1 0.5R | 20 6,000 300 (0.02|0.12| 6,000 280 |(0.02|0.12 | 7,000 280 | 0.03]0.03
1.5 |0.75R| 5 18,000 | 1,500 | 0.1 | 0.3 | 16,000 | 1,300 | 0.1 | 0.3 | 18,000 | 1,300 | 0.04 | 0.04
1.5 (0.75R| 10 15,000 | 1,100 | 0.06 | 0.25 | 15,000 950 0.06 | 0.25 | 16,000 | 1,000 ([ 0.04 | 0.04
1.5 |0.75R| 15 7,500 550 (0.02| 0.2 | 7,500 500 (0.02| 0.2 | 7,500 400 | 0.04 | 0.04
1.5 |0.75R| 20 5,300 380 (0.02| 0.2 | 5,300 350 (0.02| 0.2 | 5,300 280 | 0.04 | 0.04
1.5 |0.75R| 25 5,000 300 (0.02| 0.2 | 5,000 270 |(0.02| 0.2 A 5,000 250 | 0.04 | 0.04
1.5 |0.75R| 30 4,200 250 |(0.01|0.15 4,200 230 |(0.01|0.15 4,200 210 | 0.04 | 0.04
2 1R 10 12,000 | 1,250 | 0.14 | 0.4 | 11,000 | 1,100 |0.14| 0.4 | 12,000 [ 1,200 | 0.06 | 0.05
2 1R 15 7,800 820 0.14( 0.4 | 7,800 780 0.14( 0.4 | 7,800 780 0.06 | 0.05
2 1R 20 6,200 650 0.13( 0.4 | 6,200 600 0.13( 0.4 | 6,200 600 0.06 | 0.05
2 1R 25 4,700 500 0.12( 0.3 | 4,700 470 0.12( 0.3 | 4,700 470 0.06 | 0.05
2 1R 30 3,800 400 0.1 [ 0.3 | 3,500 340 0.1 [ 0.3 | 3,500 380 |[0.06|0.05
2 1R 40 | 3,500 360 (0.07| 0.3 | 3,500 340 (0.07| 0.3 | 3,400 300 | 0.06|0.05
2 1R 50 3,500 340 (0.06| 0.1 | 3,500 310 (0.06| 0.1 | 3,500 280 [ 0.06 | 0.05
2 1R 60 3,200 290 (0.05| 0.1 | 3,200 270 (0.05| 0.1 | 3,200 250 |[0.06 | 0.05
3 1.5R 15 12,000 [ 1,900 | 0.2 | 0.5 8,000 1,200 | 0.2 | 0.5 | 10,000 | 1,500 | 0.09 | 0.08
3 1.5R 20 7,500 1,150 (0.19| 0.5 7,200 1,000 (0.19| 0.5 7,500 1,000 | 0.09 | 0.08
3 15R | 25 4,800 750 (0.19| 0.5 | 4,600 700 (0.19| 0.5 | 5,500 800 ([ 0.09 | 0.08
3 15R | 30 4,000 630 |(0.16| 0.4 | 3,400 500 (0.16| 0.4 | 5,000 680 [ 0.09 | 0.08
3 1.5R | 40 2,800 440 |0.13( 0.4 | 2,600 400 |0.13 | 0.4 | 3,500 500 ([ 0.09 | 0.08
3 1.5R | 50 2,200 350 0.1 | 0.4 | 2,200 320 0.1 | 0.4 | 2,200 320 (0.09 | 0.08
3 15R | 60 2,200 350 (0.07| 0.4 | 2,200 280 (0.07| 0.4 | 2,200 260 ([ 0.09 | 0.08
3 15R | 70 2,100 280 (0.07| 0.4 | 2,100 240 (0.07| 0.4 | 2,100 230 (0.09 | 0.08
4 2R 30 5,000 1,050 | 0.2 | 0.6 | 4,500 800 0.2 | 0.6 | 4,500 750 0.08 | 0.1
4 2R 40 3,600 750 0.16 | 0.5 3,600 650 0.16 | 0.5 3,600 590 0.08 | 0.1
4 2R 50 3,000 630 0.12 | 0.5 3,000 550 0.12| 0.5 3,000 500 0.08 | 0.1
4 2R 60 2,700 550 0.1 | 0.4 | 2,700 500 0.1 | 0.4 | 2,700 450 |0.08 | 0.08
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Side Milling
Alloyed Ste:lé :Irehardened Hardened Steel Hardened Steel
Work Materal Miis for Sem:?;t?:I::; Process for FI?\?S‘;::: ';(r:ocess
for High Speed Roughing
Cutting Condition | §peed | Feed ap | ae | Speed Feed ap | ae | Speed Feed o | e
CED | R | NL |[(RPM/min) | (mm/min) (RPM/min) | (mm/min) (RPM/min) | (mm/min)
4 2R 70 2,500 520 0.1 | 04 | 2,500 450 0.1 | 04 | 2,500 400 0.08 | 0.08
4 2R 80 2,300 490 0.1 | 04 | 2,300 410 0.1 | 04 | 2,300 350 0.08 | 0.08
5 2.5R 30 4,800 1,200 | 0.2 | 0.8 | 4,800 850 0.2 | 0.8 | 5,100 960 0.15 | 0.25
5 2.5R 35 4,400 1,100 (0.14| 0.8 | 4,400 750 0.14 | 0.8 | 5,100 880 0.15 | 0.25
5 2.5R 40 3,100 750 0.1 | 0.6 | 3,100 650 0.1 | 0.6 | 4,000 750 0.15] 0.2
5 2.5R 50 2,700 600 0.1 | 0.6 | 2,700 550 0.1 | 0.6 | 3,000 600 0.15 | 0.1
5 2.5R 60 2,500 550 0.1 { 0.6 | 2,500 500 0.1 { 0.5 | 2,500 480 0.15| 0.1
5 2.5R 70 2,300 500 0.1 { 0.6 | 2,300 450 0.08 | 0.5 | 2,300 410 0.15 | 0.08
5 2.5R 80 2,100 450 0.1 { 0.5 | 2,100 410 0.08 | 0.5 | 2,100 370 0.15 | 0.08
6 3R 40 3,700 820 0.2 2 3,600 720 0.2 1 3,700 670 0.15 ] 0.16
6 3R 50 3,000 620 0.1 | 0.8 | 2,600 520 0.1 | 0.8 | 2,600 480 0.1 | 0.16
6 3R 60 2,800 550 0.1 | 0.8 | 2,600 520 0.1 | 0.8 | 2,600 480 0.1 | 0.16
6 3R 90 2,500 500 0.08 | 0.6 2,500 420 0.08 | 0.6 2,500 380 0.08 | 0.16
Depth of cut Work Material
N A
ap H ROUgh ing F-“.\"5\'\'\“%
72 G14|G15|G16|G17 . A‘--m
a6 *l1®*]1°*]|° 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RTX600IE2"-8434410

+Ball Nose - 4-Flute x 1D - Taper Neck {i_&E}
+Uneven Flute / Variable Helix 34° /36°

Serles

ar az RY @
(&Y 2O

F@GQ S — o
g |t " CED | Tolerance Shank
OAL R $0.02 h5
(unit : mm)
Code No. R CED CEL L1 | Taper | NL ND T° SD OAL | Flute
0.5R 1 15 2.5 1° 5 0.95 15° 6 60
0.5R 1 1.5 2.5 1° 10 0.95 15° 6 60
0.5R 1 15 2.5 1° 15 0.95 15° 6 60
0.5R 1 1.5 2.5 1° 20 0.95 15° 6 60
0.75R 1.5 2.25 3.75 1° 5 1.45 15° 6 60
0.75R 15 2.25 3.75 1° 10 1.45 15° 6 60
0.75R 1.5 2.25 3.75 1° 15 1.45 15° 6 60
0.75R 1.5 2.25 3.75 1° 20 1.45 15° 6 60
0.75R 1.5 2.25 3.75 1° 25 1.45 15° 6 60
0.75R 15 2.25 3.75 1° 30 1.45 15° 6 75
RTX600IE2%-84344T0O i 2 > > ul 10 i il ° 0 4
1R 2 3 5 1° 15 1.95 15° 6 60
1R 2 3 5 1° 20 1.95 15° 6 60
1R 2 3 5 1° 25 1.95 15° 6 65
1R 2 3 5 1° 30 1.95 15° 6 75
1R 2 3 5 1° 40 1.95 15° 6 100
1R 2 3 5 1° 50 1.95 15° 6 100
1R 2 3 5 1.5° 20 1.95 15° 6 60
1R 2 3 5 1.5° 25 1.95 15° 6 65
1R 2 3 5 1.5° 30 1.95 15° 6 75
1R 2 3 5 1.5° 40 1.95 15° 6 100
1R 2 3 5 1.5° 50 1.95 15° 6 100
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Code No. R CED CEL L1 Taper | NL ND T° SD OAL | Flute
1R 2 3 5 1.5° 60 1.95 15° 6 110
1.5R 3 4.5 6.5 1° 15 2.9 15° 6 60
1.5R 3 4.5 6.5 1° 20 2.9 15° 6 60
1.5R 3 4.5 6.5 1° 25 2.9 15° 6 65
1.5R 3 4.5 6.5 1° 30 2.9 15° 6 75
1.5R 3 4.5 6.5 1° 40 2.9 15° 6 100
1.5R 3 4.5 6.5 1° 50 2.9 15° 6 100
1.5R 3 4.5 6.5 1° 60 2.9 15° 6 110
1.5R 3 4.5 6.5 3° 30 2.9 15° 6 75
1.5R 3 4.5 6.5 3° 40 2.9 15° 8 100
1.5R 3 4.5 6.5 3° 50 2.9 15° 10 100
1.5R 3 4.5 6.5 3° 70 2.9 15° 12 120
2R 4 6 9 1° 30 3.9 15° 6 75
2R 4 6 9 1° 40 3.9 15° 6 100
2R 4 6 9 1° 50 3.9 15° 6 100
RTX6001E2*-84344TO 2 : ° ° al % > e i — 4
2R 4 6 9 1° 70 3.9 15° 8 120
2R 4 6 9 1° 80 3.9 15° 8 125
2R 4 6 9 1.5° 40 3.9 15° 6 100
2R 4 6 9 1.5° 60 3.9 15° 8 110
2R 4 6 9 1.5° 80 3.9 15° 8 125
2.5R 5 7.5 10.5 1° 30 4.9 15° 8 75
2.5R 5 7.5 10.5 1° 35 4.9 15° 8 75
2.5R 5 7.5 10.5 1° 40 4.9 15° 8 100
2.5R 5 7.5 10.5 1° 50 4.9 15° 8 100
2.5R 5 7.5 10.5 1° 60 4.9 15° 8 110
2.5R 5 7.5 10.5 1° 70 4.9 15° 8 120
2.5R 5 7.5 10.5 1° 80 4.9 15° 8 125
3R 6 9 12 1° 40 5.8 15° 8 100
3R 6 6 12 1° 50 5.8 15° 8 100
3R 6 6 12 1° 60 5.8 15° 8 110
3R 6 6 12 1° 90 5.8 15° 10 150

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

General Milling

Alloyed Ste«;lé;rehardened Hardened Steel Hardened Steel
Work Matertal Mis for Sem:?;usgl::; Process for FI:?S:\GI:: ﬁfocess
for High Speed Roughing
Cutting Condition | Speed | Feed ap | Speed | Feed ap | e Speed | Feed o | e
CED | R NL | (RPM/min) | (mm/min) (RPM/min) | (mm/min) (RPM/min) | (mm/min)
1 0.5R 5 18,000 | 1,080 |0.05]0.13 | 18,000 | 1,020 | 0.05 | 0.13 | 18,000 960 |[0.03|0.02
1 0.5R | 10 | 16,000 960 |(0.04|0.13| 16,000 840 |(0.04|0.13| 16,000 840 (0.03|0.02
1 05R | 15 8,000 510 (0.03|0.13| 8,000 480 |0.03|0.13| 8,000 | 4480 |(0.03]|0.02
1 0.5R | 20 6,000 360 |(0.02]|0.09| 6,000 340 (0.02|0.09| 7,000 340 (0.03|0.02
1.5 |0.75R| 5 18,000 | 1,800 | 0.1 | 0.24 | 16,000 | 1,560 | 0.1 [ 0.24 | 18,000 | 1,560 [ 0.04 | 0.03
1.5 [0.75R| 10 15,000 | 1,320 | 0.06 | 0.2 | 15,000 ( 1,140 | 0.06 (| 0.2 | 16,000 | 1,200 | 0.04 | 0.03
1.5 |0.75R| 15 7,500 660 |[0.02|0.16 | 7,500 600 |(0.02|0.16 | 7,500 480 | 0.04 | 0.03
1.5 |0.75R| 20 5,300 460 |0.02 [ 0.16 | 5,300 420 |0.02 |0.16 | 5,300 340 (0.04|0.03
1.5 |0.75R| 25 5,000 360 |(0.02|0.16 | 5,000 390 (0.02|0.16 | 5,000 300 (0.04|0.03
1.5 |0.75R| 30 4,200 300 (0.01|0.12 | 4,200 280 |(0.01|0.12 4,200 260 | 0.04 | 0.03
2 1R 10 | 12,000 ( 1,500 | 0.14(0.33 | 11,000 | 1,320 | 0.14| 0.33 | 12,000 | 1,440 | 0.06 | 0.04
2 1R 15 7,800 990 0.14 ({ 0.33 | 7,800 940 0.14 ({ 0.33 | 7,800 940 0.06 | 0.04
2 1R 20 6,200 780 0.13 ({ 0.33 | 6,200 720 0.13 ({ 0.33 | 6,200 720 0.06 | 0.04
2 1R 25 4,700 600 0.12 ( 0.24 | 4,700 570 0.12 ( 0.24 | 4,700 570 0.06 | 0.04
2 1R 30 3,800 480 0.1 (0.24 | 3,500 490 0.1 [0.24 | 3,500 460 | 0.06 | 0.04
2 1R 40 | 3,500 440 |0.07 [ 0.24 | 3,500 410 |0.07 [ 0.24| 3,400 360 |[0.06|0.04
2 1R 50 3,500 410 |0.06 [ 0.08 | 3,500 380 (0.06|0.08| 3,500 340 (0.06|0.04
2 1R 60 3,200 350 (0.05|0.08] 3,200 330 (0.05|0.08| 3,200 300 (0.06|0.04
3 15R | 15 | 12,000 | 2,800 | 0.2 (0.41| 8,000 | 1,440 | 0.2 | 0.41 10,000 | 1,800 | 0.09 | 0.06
3 1.5R 20 7,500 1,380 | 0.19 ( 0.41 | 7,200 1,200 | 0.19 | 0.41 | 7,500 1,200 | 0.09 | 0.06
3 15R | 25 4,800 900 (0.19|0.41 | 4,600 840 (0.19|0.41 | 5,500 960 [ 0.09 | 0.06
3 15R | 30 4,000 760 |[0.16|0.33 | 3,400 600 (0.16|0.33 | 5,000 820 ([ 0.09 | 0.06
3 1.5R | 40 2,800 530 (0.13|0.33| 2,600 480 |0.13 (0.33| 3,500 600 ([ 0.09 | 0.06
3 1.5R | 50 2,200 420 0.1 | 0.33 | 2,200 390 0.1 | 0.33 | 2,200 470 | 0.09 | 0.06
3 15R | 60 2,200 420 |0.07 [ 0.33| 2,200 340 (0.07|0.33} 2,200 320 (0.09 | 0.06
3 15R | 70 2,100 340 (0.07|0.33} 2,100 290 (0.07|0.33} 2,100 280 ([ 0.09 | 0.06
4 2R 30 5,000 1,260 | 0.2 [ 0.49 | 4,500 960 0.2 | 0.49 | 4,500 900 0.08 | 0.16
4 2R 40 3,600 900 0.16 | 0.41 | 3,600 780 0.16 | 0.41 | 3,600 710 0.08 | 0.16
4 2R 50 3,000 760 0.12 | 0.41 | 3,000 660 0.12 | 0.41 | 3,000 600 0.08 | 0.16
4 2R 60 2,700 660 0.1 | 0.33 | 2,700 600 0.1 | 0.33 | 2,700 650 |[0.08|0.19
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General Milling

Alloyed Ste:lé :Irehardened Hardened Steel Hardened Steel
Work Materal Miis for Sem:?;t?:I::; Process for FI?\?S‘;::: ';(r:ocess
for High Speed Roughing
Cutting Condition | §peed | Feed ap | ae | Speed Feed ap | ae | Speed Feed o | e
CeD | R | NL |(RPM/min) | (mm/min) (RPM/min) | (mm/min) (RPM/min) | (mm/min)
4 2R 70 2,500 630 0.1 {0.33| 2,500 540 0.1 {0.33| 2,500 480 0.08 | 0.16
4 2R 80 2,300 590 0.1 {0.33} 2,300 500 0.1 {0.33| 2,300 420 0.08 | 0.16
5 2.5R 30 4,800 1,440 | 0.2 | 0.66 | 4,800 1,020 | 0.2 | 0.66 | 5,100 1,390 (0.15| 0.2
5 2.5R 35 4,400 1,320 | 0.14 | 0.66 | 4,400 900 0.14 | 0.66 | 5,100 1,270 (0.15| 0.2
5 2.5R 40 3,100 900 0.1 | 049 3,100 780 0.1 {0.49| 4,000 900 0.15 | 0.16
5 2.5R [ 50 2,700 720 0.1 | 0.49 | 2,700 660 0.1 | 0.49 | 3,000 720 | 0.15] 0.08
5 2.5R 60 2,500 660 0.1 ({0.49| 2,500 600 0.08 | 0.49 | 2,500 580 0.15 | 0.08
5 2.5R 70 2,300 600 0.1 (0.49| 2,300 650 0.08 | 0.49 | 2,300 500 0.15 | 0.06
5 2.5R 80 2,100 540 0.1 (041} 2,100 500 0.08 | 0.41| 2,100 430 0.15 | 0.06
6 3R 40 3,700 990 0.2 [ 0.83| 3,600 870 0.2 [ 0.83| 3,700 810 0.1510.13
6 3R 50 3,000 750 0.1 [ 0.66| 2,600 630 0.1 [ 0.66| 2,600 580 0.1 |0.13
6 3R 60 2,800 660 0.1 [ 0.66| 2,600 630 0.1 [ 0.66| 2,600 580 0.1 {0.13
6 3R 90 2,500 600 0.08 | 0.49 | 2,500 510 0.08 | 0.49 | 2,500 460 0.08 | 0.13
Depth of cut Work Material
v
ap H ROUgh ing F-“.\"5\'\'\“%
72 G14|G15|G16|G17 . A‘--m
a6 *l1®*]1°*]|° 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RTX600IE3"-2433310

+Corner Radius - 3-Flute x 1.2D - Taper Neck
+Uneven Flute / Variable Helix 33° /34° /35°

Best Seller

I3

: F) () & @
ar#az#¥a o
! : : 3Flutes 33

&L Taper r
\J ND apel >
— @ HRC
af_ CEL »60
o " | —

SD

OAL

CED | Tolerance

2~3 | 0~-0.014 Shank
36 | o-0018| N\[[h5§]

(unit : mm)
Code No. CED R CEL L1 | Taper | NL ND T° SD OAL | Flute
2 0.2R 2.5 4.5 1° 10 1.95 15° 6 60
2 0.2R 2.5 4.5 1° 15 1.95 15° 6 60
2 0.2R 2.5 4.5 1° 20 1.95 15° 6 60
2 0.2R 2.5 4.5 1° 25 1.95 15° 6 65
2 0.2R 2.5 4.5 1° 30 1.95 15° 6 75
2 0.2R 2.5 4.5 1° 40 1.95 15° 6 100
RTX600IE3*-24333T0 | 2 | 02R | 25 | 45 | 1° 50 | 1.95 | 15° 6 100 | 3
2.5 0.2R 3 6 1.5° 15 2.45 15° 6 60
2.5 0.2R 3 6 1.5° 20 2.45 15° 6 60
2.5 0.2R 3 6 1.5° 25 2.45 15° 6 65
2.5 0.2R 3 6 1.5° 30 2.45 15° 6 75
2.5 0.2R 3 6 1.5° 40 2.45 15° 6 100
2.5 0.2R 3 6 1.5° 50 2.45 15° 6 100
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UL

Code No. CED | R | CEL | L1 |[Taper| NL | ND | 7° | SD | OAL | Flute

3 | 02R| 4 6.5 1° 20 | 285 | 15° 6 60

3 | 02R| 4 6.5 1 25 | 285 | 15° 6 65

3 | 02R | 4 6.5 1 30 | 2.85 | 15° 6 75

3 | 02R| 4 6.5 1° 40 | 2.85 | 15° 6 100

3 | 02R | 4 6.5 1 50 | 2.85 | 15° 6 100

4 | 03R | 5 8 1 30 | 39 | 15° 6 75

4 | 03R| 5 8 1° 40 | 39 | 15° 6 100
RTX6001E3%-24333TO| 4 | 03R | 5 8 1° 50 39 | 15° 6 100 3

4 | 03R | 5 8 1° 60 | 39 | 15° 6 110

4 | 03R| 5 8 1° 80 | 39 | 15° 8 125

6 | 03R | 7 10 1° 40 | 58 | 15° 8 100

6 | 03R | 7 10 1° 50 | 58 | 15° 8 100

6 | 03R | 7 10 1° 60 | 58 | 15° 8 110

6 | 03R | 7 10 1° 80 | 58 | 15° | 10 | 125

6 | 03R | 7 10 1° | 100 | 58 | 15 | 10 | 150

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Alloyed Steel / Prehardened

Side Milling

steel Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Condition | gpeed | Feed Speed | Feed Speed | Feed

CED R NL | (RPM/min) | (mm/min) ap e (RPM/min) [ (mm/min) ap e (RPM/min) [ (mm/min) ap e

2 0.2R 10 | 12,000 | 1,050 |0.15| 0.4 | 12,000 | 1,000 |0.13| 0.4 | 12,000 950 |0.06| 0.4

2 0.2R 15 7,800 780 0.12| 0.4 | 7,800 740 0.1] 0.4 | 7,800 650 0.06| 0.4

2 0.2R | 20 6,200 620 0.1 | 0.3 | 6,200 600 |0.07| 0.3 | 6,200 550 |0.06| 0.3

2 0.2R 25 4,700 470 |0.07| 0.3 | 4,700 450 0.06 | 0.3 | 4,700 380 0.06 | 0.3

2 0.2R 30 3,500 350 0.07| 0.3 | 3,500 300 0.05| 0.3 | 3,500 300 0.05] 0.3

2 0.2R | 40 3,500 300 |0.07| 0.2 | 3,500 260 |0.04( 0.2 | 3,500 260 (0.04| 0.2

2 0.2R [ 50 3,000 220 |0.06( 0.1 | 3,000 200 |0.03( 0.1 | 3,000 180 (0.03| 0.1

2.5 | 0.2R 15 8,900 800 0.15| 0.4 | 8,900 680 0.15| 0.4 | 8,900 610 0.08 | 0.4

25 | 0.2R [ 20 6,300 570 |0.15| 0.4 | 6,300 490 |0.15| 0.4 | 6,300 440 |0.08| 0.4

25 | 0.2R [ 25 5,100 460 |0.12| 0.3 | 5,100 390 |0.12| 0.3 | 5,100 350 |0.08| 0.3

25 | 0.2R [ 30 3,800 340 |0.12| 0.3 | 3,800 290 |0.12| 0.3 | 3,800 260 |0.08| 0.3

25 | 0.2R | 40 2,800 250 0.1 | 0.3 | 2,800 210 0.1 | 0.3 | 2,800 190 | 0.08 | 0.3

25 | 0.2R [ 50 2,800 250 |0.08| 0.2 | 2,800 210 |0.08| 0.2 | 2,800 190 | 0.07 | 0.2

3 0.2R | 20 7,500 | 1,100 |0.12( 0.5 | 7,500 940 |0.12| 0.5 | 7,500 800 0.1 ] 05

3 0.2R 25 4,800 700 0.12| 0.4 | 4,800 600 0.12| 0.4 | 4,800 510 01| 04

3 0.2R | 30 3,800 550 0.1 | 04 | 3,800 470 0.1 | 04 | 3,800 400 |0.08| 0.4

3 0.2R | 40 3,000 420 |0.08| 0.3 | 3,000 380 |0.08| 0.3 | 3,000 320 |0.07| 0.3

3 0.2R 50 2,500 350 0.06 0.3 | 2,500 300 0.06 0.3 | 2,500 280 0.07| 0.3

4 0.3R | 30 5,500 | 1,150 | 0.15( 0.7 | 5,500 980 |0.11| 0.7 | 5,500 830 |0.09| 0.7

4 0.3R | 40 4,500 960 |0.15| 0.7 | 4,500 820 |0.09| 0.7 | 4,500 700 |0.07| 0.7

4 0.3R 50 3,600 750 0.12| 0.6 | 3,600 640 0.09| 0.6 | 3,600 540 0.07 | 0.6

4 0.3R | 60 2,600 500 0.1 | 0.5 | 2,600 450 | 0.08| 0.5 | 2,600 380 |0.06| 0.5

4 0.3R | 80 2,000 400 |0.08| 0.4 | 2,000 340 |0.06| 0.4 | 2,000 320 |0.05| 0.4
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Side Milling
gloves Steeslt£ ePlrehardened Hardened Steel Hardened Steel
Work Material 40~50HRC 50~60HRC
aLalie for Semi-roughing Process for Finishing Process
for High Speed Roughing ghing J
Cutting Condition
g Speed | Feed ap | ae Speed | Feed ap | ae Speed | Feed ap | ae

CED R NL | (RPM/min) [ (mm/min) (RPM/min) [ (mm/min) (RPM/min) [ (mm/min)

6 03R | 40 4,200 | 1,300 | 0.2 1 4,200 1,000 (0.18( 1 4,200 800 |0.16| 0.8

6 0.3R | 50 3,600 1,000 (0.13| 1 3,600 850 0.1 1 3,600 680 |0.08| 0.8

6 03R | 60 2,800 720 0.1 | 0.9 | 2,800 610 |0.08| 0.9 | 2,800 540 |0.06| 0.7

6 03R | 80 1,700 500 |0.05| 0.9 | 1,700 500 |0.05| 0.9 | 1,700 400 |0.04| 0.7

6 0.3R | 100 1,200 330 0.04| 0.7 | 1,200 280 0.04| 0.7 | 1,200 220 0.03| 0.6

Depth of cut Work Material
1 1 Roughpg Finishin®
| 2\ 7 G14|G15|G16|G17 . 4‘--
a | 8e | v ejlee 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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L

RTX600IEA4"-2434410

+Corner Radius - 4-Flute x 1.5D - Taper Neck
+Uneven Flute / Variable Helix 34° /36°

7S E— el
arFa#asz#as @
Aeiutes 34°/36°

OAL

CED Tolerance
2~3 0~-0.014 Shank
36 | 0~0018] \\[h5§]

(unit : mm)
Code No. CED R CEL L1 | Taper | NL ND T° SD OAL | Flute
2 0.2R 3 5 1° 10 1.95 15° 6 60
2 0.2R 3 5 1° 15 1.95 15° 6 60
2 0.2R 3 5 1° 20 1.95 15° 6 60
2 0.2R 3 5 1° 25 1.95 15° 6 65
2 0.2R 3 5 1° 30 1.95 15° 6 75
2 0.2R 3 5 1° 40 1.95 15° 6 100
RTX600IE4*-24344TO | 2 | 02R | 3 5 1° 50 | 1.95 | 15° 6 100 | 4
2.5 0.2R 3.8 6 1.5° 15 2.45 15° 6 60
2.5 0.2R 3.8 6 1.5° 20 2.45 15° 6 60
2.5 0.2R 3.8 6 1.5° 25 2.45 15° 6 65
2.5 0.2R 3.8 6 1.5° 30 2.45 15° 6 75
2.5 0.2R 3.8 6 1.5° 40 2.45 15° 6 100
2.5 0.2R 3.8 6 1.5° 50 2.45 15° 6 100
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Code No. CED | R | CEL | L1 |[Taper| NL | ND | 7° | SD | OAL | Flute

3 | 02R | 45 7 1° 20 | 29 | 15° 6 60

3 | 02R | 45 7 1° 25 | 29 | 15° 6 65

3 | 02R | 45 7 1° 30 | 29 | 15° 6 75

3 | 02R | 45 7 1° 40 | 29 | 15° 6 100

3 | 02R | 45 7 1° 50 | 29 | 15° 6 100

4 | 03R| 6 9 1° 30 | 39 | 15° 6 75

4 | 03R | 6 9 1° 40 | 39 | 15° 6 100
RTX6001E4*-24344TO | 4 | 03R | 6 9 1° 50 39 | 15° 6 100 4

4 | 03R| 6 9 1° 60 | 39 | 15° 6 110

4 | 03R| 6 9 1° 80 | 39 | 15° 8 125

6 | 03R | 9 12 1° 40 | 58 | 15° 8 100

6 | 03R | 9 12 1° 50 | 58 | 15° 8 100

6 | 03R | 9 12 1° 60 | 58 | 15° 8 110

6 | 03R | 9 12 1° 80 | 58 | 15° | 10 | 125

6 | 03R | 9 12 1° | 100 | 58 | 15 | 10 | 150

¥ Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Alloyed Steel / Prehardened

Side Milling

steel Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Condition | gpeed | Feed Speed | Feed Speed | Feed

CED R NL | (RPM/min) | (mm/min) ap e (RPM/min) [ (mm/min) ap e (RPM/min) [ (mm/min) ap e

2 0.2R 10 | 12,000 | 1,260 | 0.15|0.33 | 12,000 | 1,200 | 0.13| 0.4 | 12,000 [ 1,150 | 0.06 | 0.33

2 0.2R 15 7,800 940 0.12 1 0.33 | 7,800 890 0.1 04 | 7,800 780 0.06 | 0.33

2 0.2R | 20 6,200 750 0.1 | 0.24 | 6,200 720 |0.07| 0.3 | 6,200 660 | 0.06|0.24

2 0.2R 25 4,700 570 |0.07]0.24 | 4,700 540 0.06 | 0.3 | 4,700 460 0.06 | 0.24

2 0.2R 30 3,500 420 0.07 | 0.24 | 3,500 360 0.05| 0.3 | 3,500 360 0.05 | 0.24

2 0.2R | 40 3,500 360 |0.07]0.16 | 3,500 320 |0.04| 0.2 | 3,500 320 |0.04]0.16

2 0.2R [ 50 3,000 270 | 0.06 | 0.08 | 3,000 240 |0.03( 0.1 | 3,000 220 | 0.03(0.08

2.5 | 0.2R 15 8,900 960 0.150.33 | 8,900 980 0.150.33 | 8,900 740 0.08 | 0.27

25 [ 0.2R | 20 6,300 690 |0.15]0.33 | 6,300 590 |0.15]0.33 | 6,300 530 | 0.08 | 0.27

25 [ 0.2R [ 25 5,100 560 |0.12|0.24| 5,100 470 |0.12|0.24| 5,100 420 | 0.08|0.19

25 [ 02R | 30 3,800 410 |0.12|0.24| 3,800 350 |0.12|0.24 | 3,800 320 |0.08|0.19

25 [ 0.2R | 40 2,800 300 0.1 | 0.24 | 2,800 260 0.1 | 0.24 | 2,800 230 | 0.08 (| 0.19

25 [ 0.2R | 50 2,800 300 |0.08]|0.16 | 2,800 260 |0.08|0.16 | 2,800 230 |0.07(0.13

3 0.2R 20 7,500 1,320 (0.12 | 0.41| 7,500 1,130 (0.12 | 0.41| 7,500 960 0.1 {034

3 0.2R 25 4,800 840 0.12 1 0.33 | 4,800 720 0.12 1 0.33 | 4,800 740 0.1 | 0.27

3 0.2R [ 30 3,800 660 0.1 | 0.33 | 3,800 570 0.1 | 0.33 | 3,800 590 |0.08]0.27

3 0.2R | 40 3,000 510 |0.08]0.24 | 3,000 460 | 0.08|0.24| 3,000 390 |0.07]0.19

3 0.2R 50 2,500 420 0.06 | 0.24 | 2,500 360 0.06 | 0.24 | 2,500 340 0.06 | 0.19

4 0.3R | 30 5,500 1,380 [0.15|0.58 | 5,500 1,180 [ 0.11 | 0.58 | 5,500 1,000 | 0.09 [ 0.48

4 0.3R | 40 4,500 1,160 [ 0.15 | 0.58 | 4,500 990 |0.09]|0.58 | 4,500 840 |0.07]0.48

4 0.3R 50 3,600 900 0.12 | 0.49 | 3,600 770 0.09 | 0.49 | 3,600 650 0.07| 0.4

4 0.3R | 60 2,600 600 0.1 | 0.41| 2,600 540 |0.08|0.41| 2,600 460 | 0.06|0.34

4 03R | 80 2,000 480 | 0.08|0.33 | 2,000 410 | 0.06 |0.33 | 2,000 390 |0.05]0.27
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Side Milling
gloves Steeslt£ ePlrehardened Hardened Steel Hardened Steel
Work Material 40~50HRC 50~60HRC
aLalie for Semi-roughing Process for Finishing Process
for High Speed Roughing ghing J
Cutting Condition
g Speed | Feed ap | ae Speed | Feed ap | ae Speed | Feed ap | ae

CED R NL | (RPM/min) [ (mm/min) (RPM/min) [ (mm/min) (RPM/min) [ (mm/min)

6 03R | 40 4,200 | 1,560 | 0.2 | 0.83 | 4,200 1,200 [0.18 | 0.83 | 4,200 1,160 | 0.16 | 0.52

6 0.3R | 50 3,600 | 1,200 |0.13(0.83| 3,600 1,230 | 0.1 | 0.83 | 3,600 1,190 | 0.08 | 0.52

6 03R | 60 2,800 870 0.1 | 0.74| 2,800 740 |0.08|0.74 | 2,800 650 | 0.06|0.44

6 03R | 80 1,700 600 |0.05]0.74| 1,700 600 |0.05| 0.9 | 1,700 580 |0.04]0.58

6 0.3R | 100 | 1,200 400 0.04 1 0.58 | 1,200 340 0.04| 0.7 | 1,200 270 0.03 | 0.49

Depth of cut Work Material
1 1 Roughpg Finishin®
| 2\ 7 G14|G15|G16|G17 . 4‘--
a | 8e | v ejlee 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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UL

RTX600IE3"-1433310

*Square - 3-Flute x 1.2D - Taper Neck
+Uneven Flute / Variable Helix 33° /34° /35°

IE]

. B Serfes
( @ ) c | 350
as @ :
- ©
ar#az#as 3riutes [I_] 33 ‘

L1

ND Taper 14
~— 4
-—- ———————————fﬂa Z HRC
_ CEL »60
" | | —

OAL

CED

CED Tolerance
2~3 0~-0.014 Shank
36 | 0~0018] \\[h5§]

(unit : mm)
Code No. CED | CEL L1 | Taper | NL ND r° SD | OAL | Flute
2 2.5 45 1° 10 1.95 | 15° 6 60
2 2.5 45 1 15 1.95 | 15° 6 60
2 2.5 45 1 20 1.95 | 15° 6 60
2 2.5 45 1° 25 1.95 | 15° 6 65
2 2.5 4.5 1 30 1.95 | 15° 6 75
2 2.5 4.5 1 40 1.95 | 15° 6 100
RTX600IE3*-14333TO | 2 25 4.5 1° 50 195 | 15° 6 100 3
2.5 3 6 1.5° 15 245 | 15° 6 60
2.5 3 6 1.5° 20 245 | 15° 6 60
2.5 3 6 1.5° 25 245 | 15° 6 65
25 3 6 1.5° 30 245 | 15° 6 75
25 3 6 1.5° 40 245 | 15° 6 100
2.5 3 6 1.5° 50 245 | 15° 6 100
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Code No. CED | CEL L1 | Taper | NL ND r° SD | OAL | Flute

3 4 6.5 1° 20 2.9 15° 6 60

3 4 6.5 1° 25 2.9 15° 6 65

3 4 6.5 1° 30 2.9 15° 6 75

3 4 6.5 1° 40 2.9 15° 6 100

3 4 6.5 1° 50 2.9 15° 6 100

4 5 8 1° 30 3.9 15° 6 75

4 5 8 1° 40 3.9 15° 6 100
RTX600IE3%-14333T0 | 4 5 8 1° 50 3.9 15° 6 100 3

4 5 8 1° 60 3.9 15° 6 110

4 5 8 1° 80 3.9 15° 8 125

6 7 10 1° 40 5.8 15° 8 100

6 7 10 1° 50 5.8 15° 8 100

6 7 10 1° 60 5.8 15° 8 110

6 7 10 1° 80 5.8 15° 10 125

6 7 10 1° 100 5.8 15° 10 150

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
M ial ~40HRC 40~50HRC 50~60HRC
ateria for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition | Speed Feed Speed Feed Speed Feed
CED NL (RPM/min) | (mm/min) ap e (RPM/min) | (mm/min) ap e (RPM/min) | (mm/min) ap e

2 10 12,000 1,050 | 0.15 | 0.4 | 12,000 1,000 | 0.13 [ 0.4 | 12,000 850 0.06 | 0.4

2 15 7,800 780 0.12 | 04 7,800 740 0.1 0.4 7,800 650 0.06 | 0.4

2 20 6,200 620 0.1 0.3 6,200 600 0.07 | 0.3 6,200 550 0.06 | 0.3

2 25 4,700 470 0.07 | 0.3 4,700 450 0.06 | 0.3 4,700 380 0.06 | 0.3

2 30 3,500 350 0.07 | 0.3 3,500 300 0.05| 0.3 3,500 300 0.05 | 0.3

2 40 3,500 300 0.07 | 0.2 3,500 260 0.04 | 0.2 3,500 260 0.04 | 0.2

2 50 3,000 220 0.06 | 0.1 3,000 200 0.03 | 0.1 3,000 180 0.03 | 0.1

2.5 15 8,900 800 0.15 | 0.4 8,900 680 0.15 | 0.4 8,900 610 0.08 | 0.4

2.5 20 6,300 570 0.15 | 0.4 6,300 490 0.15 | 0.4 6,300 440 0.08 | 0.4

2.5 25 5,100 460 0.12 | 0.3 5,100 390 0.12 | 0.3 5,100 350 0.08 | 0.3

2.5 30 3,800 340 0.12 | 0.3 3,800 290 0.12 | 0.3 3,800 260 0.08 | 0.3

2.5 40 2,800 250 0.1 0.3 2,800 210 0.1 0.3 2,800 190 0.08 | 0.3

2.5 50 2,800 250 0.08 | 0.2 2,800 210 0.08 | 0.2 2,800 190 0.07 | 0.2

3 20 7,500 1,100 | 0.12 | 0.5 7,500 940 0.12 | 0.5 7,500 800 0.1 0.5

3 25 4,800 700 0.12 | 04 4,800 600 0.12 | 04 4,800 510 0.1 0.4

3 30 3,800 550 0.1 0.4 3,800 470 0.1 0.4 3,800 400 0.08 | 0.4

3 40 3,000 420 0.08 | 0.3 3,000 380 0.08 | 0.3 3,000 320 0.07 | 0.3

3 50 2,500 350 0.06 | 0.3 2,500 300 0.06 | 0.3 2,500 280 0.06 | 0.3

4 30 5,500 1,150 | 0.15 | 0.7 5,500 980 0.11 | 0.7 5,500 830 0.09 | 0.7

4 40 4,500 960 0.15 | 0.7 4,500 820 0.09 | 0.7 4,500 700 0.07 | 0.7

4 50 3,600 750 0.12 | 0.6 3,600 640 0.09 | 0.6 3,600 540 0.07 | 0.6

4 60 2,600 500 0.1 0.5 2,600 450 0.08 | 0.5 2,600 380 0.06 | 0.5

4 80 2,000 400 0.08 | 0.4 2,000 340 0.06 | 0.4 2,000 320 0.05| 0.4
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Side Milling
Work
Material

Cutting
Condition

CED | NL

6 40 4,200 1,300 0.2 1 4,200 1,000 | 0.18 1 4,200 800 0.16 | 0.8

6 50 3,600 1,000 | 0.13 1 3,600 850 0.1 1 3,600 680 0.08 | 0.8

6 60 2,800 720 0.1 0.9 2,800 610 0.08 | 0.9 2,800 540 0.06 | 0.7

6 80 1,700 500 0.05 | 0.9 1,700 500 0.05 | 0.9 1,700 400 0.04 | 0.7

6 100 1,200 330 0.04 | 0.7 1,200 280 0.04 | 0.7 1,200 220 0.03 | 0.6

Depth of cut Work Material
——ZI R°“8hlng ginishV U
| G14|G15|G16|G17 . A‘--
L. < > < >
a - 8e ¢ | e e O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RTX600IEA4"-1434410

*Square - 4-Flute x 1.5D- Taper Neck
+Uneven Flute / Variable Helix 34° /36°

% | . v
arFa#asz#as [90 ]
Aeiutes 34°/36°

|<L—1>| ND / Taper r -
—- ”7’7’7’7’7’*}1% < HRC
N CEL »60
NL | "/

CED

OAL

CED Tolerance
2~3 0~-0.014 Shank
36 | 0~0018] \\[h5§]

(unit : mm)
Code No. CED CEL L1 Taper NL ND T° SD OAL Flute
2 3 5 1° 10 1.95 15° 6 60
2 3 5 1° 15 1.95 15° 6 60
2 3 5 1° 20 1.95 15° 6 60
2 3 5 1° 25 1.95 15° 6 65
2 3 5 1° 30 1.95 15° 6 75
2 3 5 1° 40 1.95 15° 6 100
RTX6001E4*-14344TO | 2 3 5 1° 50 1.95 15° 6 100 4
2.5 3.8 6 1.5° 15 2.45 15° 6 60
2.5 3.8 6 1.5° 20 2.45 15° 6 60
2.5 3.8 6 1.5° 25 2.45 15° 6 65
2.5 3.8 6 1.5° 30 2.45 15° 6 75
2.5 3.8 6 1.5° 40 2.45 15° 6 100
2.5 3.8 6 1.5° 50 2.45 15° 6 100
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Code No. CED | CEL L1 | Taper | NL ND r° SD | OAL | Flute

3 4.5 7 1° 20 2.9 15° 6 60

3 4.5 7 1° 25 2.9 15° 6 65

3 45 7 1° 30 2.9 15° 6 75

3 45 7 1° 40 2.9 15° 6 100

3 45 7 1° 50 2.9 15° 6 100

4 6 9 1° 30 3.9 15° 6 75

4 6 9 1° 40 3.9 15° 6 100
RTX600IE41-14344T0 | 4 6 9 1° 50 3.9 15° 6 100 4

4 6 9 1° 60 3.9 15° 6 110

4 6 9 1° 80 3.9 15° 8 125

6 9 12 1° 40 5.8 15° 8 100

6 9 12 1° 50 5.8 15° 8 100

6 9 12 1° 60 5.8 15° 8 110

6 9 12 1° 80 5.8 15° 10 125

6 9 12 1° 100 5.8 15° 10 150

X Customized Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Side Milling

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
M ial ~40HRC 40~50HRC 50~60HRC
ateria for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition | Speed Feed Speed Feed Speed Feed
CED NL (min™") (mm/min) ap 4 (min™") | (mm/min) ap & (min™") | (mm/min) ap g

2 10 12,000 1,260 | 0.15 | 0.33 | 12,000 1,200 | 0.13 | 0.33 | 12,000 1,230 | 0.06 | 0.33

2 15 7,800 940 0.12 | 0.33 | 7,800 890 0.1 | 033 | 7,800 780 0.06 | 0.33

2 20 6,200 750 0.1 | 0.24 | 6,200 720 0.07 | 0.24 | 6,200 660 0.06 | 0.19

2 25 4,700 570 0.07 | 0.24 | 4,700 540 0.06 | 0.24 | 4,700 460 0.06 | 0.19

2 30 3,500 420 0.07 | 0.24 | 3,500 360 0.05 | 0.24 | 3,500 360 0.05 | 0.19

2 40 3,500 360 0.07 | 0.16 | 3,500 320 0.04 | 0.16 | 3,500 320 0.04 | 0.13

2 50 3,000 270 0.06 | 0.08 | 3,000 240 0.03 | 0.08 | 3,000 220 0.03 | 0.06

2.5 15 8,900 960 0.15 | 0.33 | 8,900 980 0.15 | 0.27 | 8,900 740 0.08 | 0.22

2.5 20 6,300 690 0.15 | 0.33 | 6,300 590 0.15 | 0.27 | 6,300 530 0.08 | 0.22

2.5 25 5,100 560 0.12 | 0.24 | 5,100 470 0.12 | 0.19 | 5,100 420 0.08 | 0.15

2.5 30 3,800 410 0.12 | 0.24 | 3,800 350 0.12 | 0.19 | 3,800 320 0.08 | 0.15

2.5 40 2,800 300 0.1 | 0.24 | 2,800 260 0.1 | 0.19 | 2,800 230 0.08 | 0.15

2.5 50 2,800 300 0.08 | 0.16 | 2,800 260 0.08 | 0.13 | 2,800 230 0.07 | 0.1

3 20 7,500 1,320 | 0.12 | 0.41 | 7,500 1,130 | 0.12 | 0.34 | 7,500 960 0.1 | 0.28

3 25 4,800 840 0.12 | 0.33 | 4,800 720 0.12 | 0.27 | 4,800 740 0.1 | 0.22

3 30 3,800 660 0.1 | 0.33 | 3,800 570 0.1 | 0.27 | 3,800 590 0.08 | 0.22

3 40 3,000 510 0.08 | 0.24 | 3,000 460 0.08 | 0.19 | 3,000 390 0.07 | 0.15

3 50 2,500 420 0.06 | 0.24 | 2,500 360 0.06 | 0.19 | 2,500 340 0.06 | 0.15

4 30 5,500 1,380 ([ 0.15 | 0.58 | 5,500 1,180 | 0.11 | 0.48 | 5,500 1,000 | 0.09 | 0.39

4 40 4,500 1,160 | 0.15 | 0.58 | 4,500 990 0.09 | 0.48 | 4,500 840 0.07 | 0.39

4 50 3,600 900 0.12 | 0.49 | 3,600 770 0.09 | 0.4 3,600 650 0.07 | 0.33

4 60 2,600 600 0.1 | 041 | 2,600 540 0.08 | 0.34 | 2,600 460 0.06 | 0.28

4 80 2,000 480 0.08 | 0.33 | 2,000 410 0.06 | 0.27 | 2,000 390 0.05 | 0.22
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Side Milling
Work
Material

Cutting
Condition

CED | NL

6 40 4,200 1,560 0.2 | 0.83 | 4,200 1,200 | 0.18 | 0.69 | 4,200 1,160 | 0.16 | 0.4

6 50 3,600 1,200 | 0.13 | 0.83 | 3,600 1,230 0.1 | 0.69 | 3,600 1,190 | 0.08 | 0.4

6 60 2,800 870 0.1 | 0.74 | 2,800 740 0.08 | 0.61 | 2,800 650 0.06 | 0.34

6 80 1,700 600 0.05 | 0.74 | 1,700 600 0.05 | 0.74 | 1,700 580 0.04 | 0.44

6 100 1,200 400 0.04 | 0.58 | 1,200 340 0.04 | 0.58 | 1,200 270 0.03 | 0.49

Depth of cut Work Material
——ZI R°“8hlng ginishV U
| G14|G15|G16|G17 . A‘--
L. < > < >
a - 8e ¢ | e e O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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L

SS100"-82302TN

+Spherical Ball End Mill - 2-Flute / Long Shank with Neck
+Helix 30°

(=

ND
T Q= ]I (e
© P55
OAL |

CED | Tolerance Shank
x| w0 | N[l
(unit : mm)
Code No. R L1 CEL NL ND SD OAL Flute
1.5 4
1.5R 30 2.5 6 80
- 2.3
2 5
2R 30 33 6 80
= 3.1
2 6 43
2.5R 4.1 6 80
- 3.9 38
3 7 30
3R 4.7 6 100
+ - 49 28
SS100™-84302TN 2
3 9 36
4R 6.5 8 100
- 6.3 33
3 11 43
5R 8.2 10 100
= 7.9 40
3 13 52
6R 9.8 12 120
- 9.5 49
3 15 61
8R 13.4 16 150
- 12.4 59

¥ Customized Special sizes, Coating type and Inches are available to order.
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General Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn';‘lleg?;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1.5R 14,000 840 11,700 540 10,100 432 14,000 840 10,100 432
2R 10,800 840 9,000 520 7,700 410 10,800 840 7,700 410
2.5R 8,600 830 7,200 510 6,100 430 8,600 830 6,100 430
3R 7,200 830 5,800 490 5,100 460 7,200 830 5,100 460
4R 5,400 810 5,000 560 4,200 500 5,400 810 4,200 500
5R 4,300 810 3,500 560 3,200 500 4,300 810 3,200 500
6R 3,600 810 2,900 510 2,500 390 3,600 810 2,500 390
8R 2,700 800 2,200 490 1,900 360 2,700 800 1,900 360
-
%
Depth of e ap ae ap ae ap ae ap ae
cut a a 0.08D | 0.1D 0.05D | 0.1D 0.1D | 0.2D 0.05D | 0.1D
p e
0.1D | 0.2D

Work Material

P M| K H . °“8hlng ;\n\s\'\m%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 -; —

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ] (o)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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L

SS100"-s430aTN

+Spherical Ball End Mill - 4-Flute / Long Shank with Neck
+Helix 30°

RY ~30° E
\?\-—HA ND
e——H T () 6o
CEL
- OAL

CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R L1 CEL NL ND SD OAL Flute

2 6 43

2.5R 4.1 6 80
- 3.9 38
2 7 30

3R 4.7 6 100
- 49 28
3 9 36

4R 6.5 8 100
+ - 6.3 33

SS100™-84304TN 4

3 11 43

5R 8.2 10 100
- 7.9 40
3 13 52

6R 9.8 12 120
- 9.5 49
3 15 61

8R 13.4 16 150
- 12.4 59

X Customized Special sizes, Coating type and Inches are available to order.
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General Milling

Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
2.5R 9,000 1,140 8,550 918 6,800 550 9,000 1,140 6,800 550
3R 7,560 1,260 7,155 1,000 5,700 600 7,560 1,260 5,700 600
4R 5,670 1,290 5,355 1,020 7,300 610 5,670 1,290 7,300 610
5R 4,600 1,300 4,320 1,200 3,420 720 4,600 1,300 3,420 720
6R 3,780 1,140 3,600 1,140 2,880 680 3,780 1,140 2,880 680
8R 2,800 860 2,700 918 2,160 550 2,800 860 2,160 550
ap
W %
Depth Of Fra ap ae ap ae ap ae ap ae
cut a a 0.03D | 0.1D 0.03D | 0.05D 0.1D | 0.2D 0.05D | 0.1D
p e
0.05D | 0.1D
Work Material
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 | ey A‘--
) ) [ O [ [ ) [ O ‘100 ’o‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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WL L L
RF100IE2"-1139aTN

+Square - 4-Flute / Roughing x 3D
+Uneven Flute / Variable Helix 39° /41°

(unit : mm)
Code No. CED C CEL SD OAL Flute
6 0.3C 18 6 50
8 0.3C 24 8 65
RF1001E2+-11394TN 10 0.4¢ % 10 » 4
12 0.4C 36 12 80
16 0.6C 48 16 100
20 0.6C 60 20 125

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
6 5,400 650 3,450 280 2,410 190 5,400 650 2,410 190
8 4,050 640 2,600 310 1,820 210 4,050 640 1,820 210
10 3,200 640 2,050 330 1,435 225 3,200 640 1,435 225
12 2,650 640 1,700 340 1,190 230 2,650 640 1,190 230
16 2,020 630 1,290 360 900 250 2,020 630 900 250
20 1,620 620 1,030 360 720 250 1,620 620 720 250
ar ae a a a a a a a a
Depth of | ar P © P © P © P ©
cut 1.5D | 03D 1.5D | 0.2D 1.5D | 0.1D 1.5D | 0.3D 1.5D | 0.1D
ae
Work Material

Gl | G2 (G3 | G4 | G5 [G14|G15|G16 . A‘--

<
<

3
>

() ° ° (@] [ ] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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WL L

RF100"-11304TN

+Square - 4-Flute / Roughing x 3D
+Helix 30°

2PU O
@

CED
5% | 0~-0.018
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank

1820 | 0003 | N[[h5§]

(unit : mm)
Code No. CED Cc CEL SD OAL Flute
5 0.3C 13 6 50
6 0.3C 16 6 50
8 0.3C 20 8 65
10 0.4C 25 10 75
RF100*-11304TN 12 0.4C 30 12 80 4
14 0.4C 35 16 100
16 0.6C 40 16 100
18 0.6C 40 20 100
20 0.6C 45 20 100

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn';‘lleg?;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
5 6,350 660 4,100 280 2,870 190 6,350 660 2,870 190
6 5,400 650 3,450 280 2,410 190 5,400 650 2,410 190
8 4,050 640 2,600 310 1,820 210 4,050 640 1,820 210
10 3,200 640 2,050 330 1,435 225 3,200 640 1,435 220
12 2,650 640 1,700 340 1,190 230 2,650 640 1,190 230
14 2,340 640 1,498 350 1,050 240 2,340 640 1,050 240
16 1,980 630 1,290 360 900 250 1,980 630 900 250
18 1,780 630 1,150 360 805 250 1,780 630 805 250
20 1,620 620 1,030 360 720 250 1,620 620 720 250
1 ae a a a a a a a a
Depth of 1.5D | 0.3D - - - -
cut 1.5D | 0.2D 1.5D | 0.1D 1.5D | 0.3D 1.5D | 0.1D

Work Material

P M| K H
Gl | G2 | G3 | G4 | G5 [G14|G15|G16

-; e

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ] (o)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RF100IE2 1135410

+Square - 4-Flute / Roughing x 3D
+Uneven Flute / Variable Helix 35° /38°

(unit : mm)
Code No. CED C CEL SD OAL Flute
1 0.3C 3 4 50
2 0.3C 6 4 50
3 0.3C 9 4 50
4 0.3C 12 4 50
RF1001E2%-11354TO 5 0.3C 15 6 50 4
6 0.3C 18 6 50
8 0.3C 24 8 65
10 0.4C 30 10 75
12 0.4C 36 12 80

X Customized Special sizes, Coating type and Inches are available to order.

202 http://www.citytools.com.tw

SSSSSSSSSSSSS S )



LI

Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel I\Gn';‘lleg?;: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting
Condition | Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™") | (mm/min) [ (min~") | (mm/min) | (min™') | (mm/min) | (min™) | (mm/min)
1 22,300 500 15,600 240 14,300 200 22,300 500 14,300 200
2 13,500 580 9,450 270 7,150 200 13,500 580 7,150 200
3 10,100 620 6,800 290 4,760 200 10,100 620 4,760 200
4 7,962 650 5,100 290 3,570 200 7,962 650 3,570 200
5 6,350 660 4,100 300 2,870 190 6,350 660 2,870 190
6 5,400 650 3,450 310 2,410 190 5,400 650 2,410 190
8 4,050 640 2,600 320 1,820 210 4,050 640 1,820 210
10 3,200 640 2,050 330 1,435 225 3,200 640 1,435 225
12 2,650 640 1,700 340 1,190 230 2,650 640 1,190 230
1 a ae a a a a a a a a
P e P e P e P e
Depth of | @ 1.5D | 0.3D
cut 1.5D | 0.2D 1.5D | 0.1D 1.5D | 0.3D 1.5D | 0.1D
ae
Work Material
g
Gl | G2 | G3 | Ga | G5 |G14|G15|G16 . —a
[ ) () [ (@] [ ] [ [ (@) ‘1 00 '0‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RF100IE4 -1235410

+Square - 4-Flute / Roughing x 4D / Long Flute
+Uneven Flute / Variable Helix 35° /38°

(unit : mm)
Code No. CED C CEL SD OAL Flute

6 0.3C 24 6 65

8 0.3C 32 8 90

10 0.4C 40 10 100

RF1001E4%-12354TO 12 0.4C 48 12 110 4

16 0.6C 64 16 125
20 0.6C 80 20 150
25 0.6C 100 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
6 4,920 620 3,450 280 2,410 180 4,920 620 2,410 180
8 3,690 610 2,600 310 1,820 200 3,690 610 1,820 200
10 2,950 610 2,050 330 1,440 215 2,950 610 1,445 215
12 2,460 610 1,700 340 1,190 220 2,460 610 1,190 220
16 1,850 600 1,290 360 900 240 1,850 600 900 240
20 1,480 590 1,030 360 720 240 1,480 590 720 240
25 1,180 590 820 360 580 240 1,180 590 580 240
av ae a a a a a a a a
Depth of | a P © P © P ° P ©
cut n 30 ]0.03D 3D |0.02D 3D |0.01D 3D |0.03D 3D |0.01D
ae
Work Material
4
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; A‘-
) ) [ O [ [ ) [ O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RF100IE4 -1235410

+Square - 4-Flute / Roughing x 5D / Long Flute
+Uneven Flute / Variable Helix 35° /38°

(unit : mm)
Code No. CED C CEL SD OAL Flute

6 0.3C 30 6 75

8 0.3C 40 8 90

10 0.4C 50 10 100

RF1001E4%-12354TO 12 0.4C 60 12 110 4

16 0.6C 80 16 150
20 0.6C 100 20 200
25 0.6C 125 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
6 4,350 555 3,100 250 2,170 160 4,430 555 2,170 160
8 3,320 550 2,340 280 1,640 180 3,320 550 1,640 180
10 2,660 550 1,850 295 1,290 195 2,660 550 1,290 195
12 2,210 550 1,530 305 1,070 200 2,210 550 1,070 200
16 1,670 540 1,160 325 810 215 1,670 540 810 215
20 1,330 530 930 325 650 215 1,330 530 650 215
25 1,060 530 740 325 520 215 1,060 530 520 215
av ae a a a a a a a a
Depth of | a P © P © P ° P ©
cut n 30 ]0.03D 3D |0.02D 3D |0.01D 3D |0.03D 3D |0.01D
ae
Work Material
4
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; A‘-
) ) [ O [ [ ) [ O ‘1 00 ’o‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RF300IE4 -113841n

+Square - 4-Flute / Chipbreaker x 3D
+Uneven Flute / Variable Helix 38° /41°

(unit : mm)
Code No. CED CEL SD OAL Flute
3 9 4 50
4 12 4 50
5 15 6 50
RF3001E4*-11384TN 6 18 6 50 4
8 24 8 65
10 30 10 75
12 36 12 80

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
3 16,000 1,300 13,500 860 9,500 470 16,000 | 1,300 9,500 470
4 12,000 1,350 10,000 890 7,100 480 12,000 1,350 7,100 480
5 9,600 1,400 8,000 900 5,700 490 9,600 1,400 5,700 490
6 8,000 1,400 6,700 900 4,700 490 8,000 1,400 4,700 490
8 6,000 1,430 5,300 920 3,580 500 6,000 1,430 3,580 500
10 4,800 1,430 4,100 910 2,850 490 4,800 1,430 2,850 490
12 4,000 1,410 3,370 900 2,400 480 4,000 1,410 2,400 480
av ae a a a a a a a a
Depth of | 2 20 | 0.2D : : : :
cut n 1.5D | 0.1D 1.5D | 0.05D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
S ROUghing finishin®
Gl|G2|(G3 |G4 | G5 | G6 | G7 |G11|G13|G14|G15 [ - A‘--
) ) ) o [ o (@) O (@) () O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

s wn
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RF300IE4 -1238aTN

+Square - 4-Flute / Chipbreaker x 4D / Long Flute
+Uneven Flute / Variable Helix 38° /41°

10~18 | 0~-0.025 Shank
18~25 | 0~-0.03 hb
(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
RF3001E4*-12384TN 12 48 12 110 4
16 64 16 125
20 80 20 150
25 100 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
6 5,800 815 4,500 525 3,180 300 5,800 815 3,180 300
8 4,400 845 3,380 540 2,400 310 4,400 845 2,400 310
10 3,500 880 2,700 560 1,900 320 3,500 880 1,900 320
12 2,900 850 2,250 540 1,600 310 2,900 850 1,600 310
16 2,200 815 1,700 520 1,200 300 2,200 815 1,200 300
20 1,750 780 1,350 500 960 290 1,750 780 960 290
25 1,400 770 1,080 490 760 280 1,400 770 760 280
av ae a a a a a a a a
Depth of | 2 3D | 0.1D : : : :
cut n 3D |0.05D 3D |0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
S Roy gh '-ng F\“\Sh\“g
Gl|G2|(G3 |G4 | G5 | G6 | G7 |G11|G13|G14|G15 [ - A‘--
) ) ) o [ o (@) O (@) () O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RF300IE4 -123s41N

+Square - 4-Flute / Chipbreaker x 5D / Long Flute
+Uneven Flute / Variable Helix 38° /41°

10~18 | 0~-0.025 Shank
18~25 | 0~-0.03 h5
(unit : mm)
Code No. CED CEL SD OAL Flute
6 30 6 75
8 40 8 90
10 50 10 100
RF3001E4*-12384TN 12 60 12 110 4
16 80 16 150
20 100 20 200
25 125 25 200

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
6 5,800 815 4,500 525 3,180 300 5,800 815 3,180 300
8 4,400 845 3,380 540 2,400 310 4,400 845 2,400 310
10 3,500 880 2,700 560 1,900 320 3,500 880 1,900 320
12 2,900 850 2,250 540 1,600 310 2,900 850 1,600 310
16 2,200 815 1,700 520 1,200 300 2,200 815 1,200 300
20 1,750 780 1,350 500 960 290 1,750 780 960 290
25 1,400 770 1,080 490 760 280 1,400 770 760 280
av ae a a a a a a a a
Depth of | ar 30 | 0.1D P P P P
cut n 3D |0.05D 3D |0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material

S Roughing Finishin® .
Gl|G2|@G3|aGa|as|ae |67 |611|613|G14|G15 |

<
<

3
>

() ° ° [ ] [ ] (@] (@] (@] (@] (] (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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RF300IE5 "-12385Tn

+Square - 5-Flute / Chipbreaker x 3D
+Uneven Flute / Variable Helix 38° /42°

(unit : mm)
Code No. CED CEL SD OAL Flute
6 18 6 50
8 24 8 65
RF300IE5%-12385TN 10 % 10 I 5
12 36 12 80
16 48 16 100
20 60 20 125

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling
Work Stainless Steel
Material Cast steel
Cutting
Condition Speed Feed
(min™") | (mm/min)
CED
6 5,800 815 4,500 525 3,180 300 5,800 815 3,180 300
8 4,400 845 3,380 540 2,400 310 4,400 845 2,400 310
10 3,500 880 2,700 560 1,900 320 3,500 880 1,900 320
12 2,900 850 2,250 540 1,600 310 2,900 850 1,600 310
16 2,200 815 1,700 520 1,200 300 2,200 815 1,200 300
20 1,750 780 1,350 500 960 290 1,750 780 960 290
ar ae a a a a a a a a
Depth of | 2 3D | 0.1D - - : .
cut 3D (0.05D 3D |0.03D 1.5D | 0.2D 1.5D | 0.05D
ae
Work Material
> Roughpg Finish\"€
Gl|G2|(G3 |G4 | G5 | G6 | G7 |G11|G13|G14|G15 [ - A‘--
) ) ) o [ o (@) O (@) () O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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AC100IE3R"-114337s

+Square Aluminium - 3-Flute x 3D / Superb Chip Ejection
+Uneven Flute / Variable Helix 43° /44° /45°

CED | Toleranc
3%6 | 0~0.018
6~10 | 0~-0.02 Shank
10~12 | 0~-0.025 h5
(unit : mm)
Code No. CED CEL SD OAL Flute
3 9 4 50
4 12 4 50
5 15 6 50
AC100IE3R*-11433TS 6 18 6 50 3
8 24 8 65
10 30 10 75
12 36 12 80

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Aluminium Alloy Copper Alloy Aluminium Alloy
Material Side Milling Side Milling Slotting
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
3 21,000 1,700 10,400 900 18,900 1,530
4 15,500 1,780 7,800 910 13,950 1,600
5 12,500 1,800 6,240 910 11,250 1,620
6 10,500 1,820 5,200 920 9,450 1,640
8 7,950 1,820 3,900 930 7,155 1,640
10 6,350 1,810 3,120 930 5,715 1,630
12 5,300 1,800 2,600 920 4,770 1,620
‘ de
Depth of J 1.5D | 0.2D J 1.5D | 0.2D &
cut ap de
1D 1D

Work Material

G6 | G7 | G8
e (O] O 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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AC100I1E3"-214337s

+Corner Radius Aluminium - 3-Flute x 3D
+Uneven Flute / Variable Helix 43° /44° /45°

k‘ - R 450 L
@ 0 [ Z
arfaz#as 30
Flutes
2
ISR E— T
CEL
OAL

CED | Tolera
36 | 0~-0.018
610 | 0~-0.02 Shank
10~12 | 0~-0.025 hb
(unit : mm)
Code No. CED R CEL SD OAL Flute
3 0.2R 9 4 50
4 0.2R 12 4 50
5 0.2R 15 6 50
6 0.2R 18 6 50
+ 0.2R
AC100IE3™-21433TS 8 24 8 100 3
0.5R
0.2R
10 30 10 100
0.5R
0.2R
12 36 12 100
0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Aluminium Alloy Copper Alloy Aluminium Alloy
Material Side Milling Side Milling Slotting
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
3 21,000 1,700 10,400 900 18,900 1,530
4 15,500 1,780 7,800 910 13,950 1,600
5 12,500 1,800 6,240 910 11,250 1,620
6 10,500 1,820 5,200 920 9,450 1,640
8 7,950 1,820 3,900 930 7,155 1,640
10 6,350 1,810 3,120 930 5,715 1,630
12 5,300 1,800 2,600 920 4,770 1,620
B B ‘ de
Depth of a 1.5D | 0.2D a 1.5D | 0.2D &
cut a a
ae ae P ©
1D 1D

Work Material

: v |

G6 | G7 | G8 — el

A

3
>

® 0] (0] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.

http://www.citytools.com.tw 219

SSSSSSTSS ST S SSSSSSSSSSS))))))))))SSS)S SSSSSSSSSS)S)))))



WL L

AC100J " -s13021D

+Ball Nose Aluminium - 2-Flute x 2D
+Helix 30°

° ................................ o
| BF7 O
e P @

CED | Tolerance Shank

R | o002 N\[h5§)

(unit : mm)
Code No. R CEL SD OAL Flute
1.5R 6 4 20
2R 8 4 20
2.5R 10 6 20
AC100J*-81302TD 3R 12 6 20 2
4R 16 8 60
5R 20 10 75
6R 24 12 75

¥ Customized Special sizes, Coating type and Inches are available to order.
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General Milling

. Aluminium Alloy Copper Alloy
Work Material General Milling General Milling

Cutting Condition Speed Feed Speed Feed

- Jemi - Jmi
CED (min7") (mm/min) (min™) (mm/min)

1.5R 21,000 1,550 18,900 1,240

2R 16,000 1,440 14,400 1,150

2.5R 12,800 1,440 11,520 1,150

3R 10,600 1,440 9,540 1,150

4R 8,000 1,485 7,200 1,190

5R 6,400 1,500 5,760 1,200

6R 5,300 1,485 4,770 1,190

4
%
Depth of cut e
ap de
0.1D | 0.2D
Work Material
- . Roughi, Finishin®
g
G6 | G7 | G8 TS
([ ] (0] o 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN
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AC100IE3 1143310

+Square Aluminium - 3-Flute x 3D

+Uneven Flute / Variable Helix 43° /44° /45°

as
arfaz#as

: [w
O BN —— S —
o
CEL ‘
|
O

AL

]

Best Seller
|: l. i|

Serles

)

3 Flutes

(o) & (% @

I (N e

CED | Tolerance
3%6 | 0~-0.018
6~10 | 0~-0.02 Shank
10~12 | 0~-0.025 hb
(unit : mm)
Code No. CED CEL SD OAL Flute
3 9 4 50
4 12 4 50
5 15 6 50
AC1001E3*-11433TD 6 18 6 50 3
8 24 8 65
10 30 10 75
12 36 12 80

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Aluminium Alloy Copper Alloy Aluminium Alloy
Material Side Milling Side Milling Slotting
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
3 21,000 1,700 10,400 900 18,900 1,530
4 15,500 1,780 7,800 910 13,950 1,600
5 12,500 1,800 6,240 910 11,250 1,620
6 10,500 1,820 5,200 920 9,450 1,640
8 7,950 1,820 3,900 930 7,155 1,640
10 6,350 1,810 3,120 930 5,715 1,630
12 5,300 1,800 2,600 920 4,770 1,620
‘ de
Depth of J 1.5D | 0.2D J 1.5D | 0.2D &
cut ap de
1D 1D

Work Material

G6 | G7 | G8
e (O] O 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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AC100IE4 1240410

+Square Aluminium - 4-Flute x 4D / Long Flute
+Uneven Flute / Variable Helix 40° /43°

Best Seller:
|: l. i|
Serles

P
B
©,
=)

Autes 40°/43°

3 i

CED Tolerance
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank
1825 | 0~003 | \\[[h5§]

OAL ‘

(unit : mm)
Code No. CED CEL SD OAL Flute
6 24 6 65
8 32 8 90
10 40 10 100
AC1001E4*-12404TD 12 48 12 110 4
16 64 16 125
20 80 20 150
25 100 25 200

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

. Aluminium Alloy Copper Alloy
Work Material General Milling General Milling
Cutting Condition Speed Feed Speed Feed
i~ Jmi - Jmi
CED (min™) (mm/min) (min™) (mm/min)
6 8,300 1,200 5,200 735
8 6,250 1,200 3,900 740
10 5,000 1,195 3,120 740
12 4,200 1,190 2,600 740
16 3,150 1,195 1,950 745
20 2,500 1,195 1,560 740
25 2,000 1,190 1,250 735
1 ap ae T ap ae
ap ap
Depth of cut 3D | 0.1D 3D | 0.1D
Ae ae
Work Material
- . Roughi, Finishin®
g
G6 | G7 | G8 .. _ail
e|oOo|oO 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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AC100NP 12452

+Square Aluminium - 2-Flute x 6D Flute / Sharp Edge
+Polished Flute / Helix 45°

CED | Tolerance

3~ | 0~-0.018
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank

1820 | 0003 | N[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
3 18 6 70
4 24 6 70
5 30 6 80
6 36 6 80
AC100NP*-12452 8 48 8 100 2
10 60 10 110
12 72 12 120
16 96 16 160
20 120 20 200

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

. Aluminium Alloy Copper Alloy
Work Material General Milling General Milling
Cutting Condition Speed Feed Speed Feed
- Jmi = Jmi
CED (min™) (mm/min) (min™") (mm/min)
3 10,100 770 5,100 350
4 7,560 780 3,800 360
5 6,050 785 3,060 365
6 5,050 785 2,550 365
8 3,780 785 1,900 365
10 3,025 785 1,530 365
12 2,520 785 1,275 365
16 1,950 790 955 365
20 1,560 790 765 365
ap ae ap ae
ap ap
Depth of cut I%M 5D | 0.1D I%M 5D | 0.1D
de ae
Work Material
N < ishing
Rolghing =T
G6 | G7 | G8 |
([ ] (0] o 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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AC100NP 11251

+Square Aluminium - Single Flute x 2D / Sharp Edge
+Polished Flute / Helix 25°

B e

CED | Tolerance
3“6 | 0~-0.018
6~10 | 0~-0.02 Shank
10~12 | 0~-0.025 hb
(unit : mm)
Code No. CED CEL SD OAL Flute
3 6 4 50
4 8 4 50
5 10 6 50
AC100NP*-11251 6 12 6 50 1
8 16 8 60
10 20 10 75
12 24 12 75

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Aluminium Alloy Copper Alloy Aluminium Alloy
Material Side Milling Side Milling Slotting
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
3 21,000 1,350 10,400 630 18,900 1,080
4 15,500 1,365 7,800 635 13,950 1,090
5 12,500 1,380 6,240 635 11,250 1,100
6 10,500 1,395 5,200 645 9,450 1,100
8 7,950 1,395 3,900 650 7,155 1,100
10 6,350 1,390 3,120 650 5,715 1,100
12 5,300 1,380 2,600 645 4,770 1,100
‘ de
Depth of J 1.5D | 0.1D J 15D | 0.1D &
cut ap de
0.5D 1D
Work Material
N . °ugh,,,g //F‘\@lmil/‘
G6 | G7 | G8
e | Of o0 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CP100" -1125276

+Square Copper - 2-Flute x 2.5D
+Helix 25°

O SEmT—— o
clafile]ls

>
= __________--]D @
2]
—
OAL ‘
) Tol

CED olerance

1~3 | 0~-0.014
3~6 | 0~-0.018
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank

1820 | 0003 | N[[h5§]

(unit : mm)
Code No. CED CEL SD OAL Flute
1 3 4 50
2 5 4 50
3 8 4 50
4 10 4 50
5 13 6 50
CP100*-11252TG 6 15 6 50 2
8 20 8 60
10 25 10 75
12 30 12 75
16 40 16 100
20 50 20 110

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Material cs?g::;m::;y Cospll: !ilt'i::;OV
Cutting Condition Speed Feed Speed Feed
CED (min™") (mm/min) (min™") (mm/min)
1 31,000 420 27,900 335
2 29,000 800 26,100 640
3 19,950 810 17,955 650
4 15,200 825 13,680 660
5 12,160 825 10,944 660
6 10,070 830 9,063 665
8 7,600 850 6,840 670
10 6,080 860 5,472 680
12 5,035 850 4,532 680
16 3,800 850 3,420 680
20 3,040 840 2,736 670
B e ]
ap de p
Depth of cut * %m 15D | 0.2D %
%H-i ap ae
0.5D | 0.1D
Work Material
N Roygy, in F.‘“\S\-\‘mg
G6 | G7 | G8 E---g; T
c|e®|O 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CP100" -s125216

+Ball Nose Copper - 2-Flute x 2.5D
+Helix 25°

©
X s
B «

CED | Tolerance Shank

R | o002 N\[h5§)

(unit : mm)
Code No. R CEL SD OAL Flute

0.5R 3 4 50

1R 5 4 50
1.5R 8 4 50

2R 10 4 50
2.5R 13 6 50

CP100*-81252TG 3R 15 6 50 2

4R 20 8 60

5R 25 10 75

6R 30 12 75

8R 40 16 100

10R 50 20 110

X Customized Special sizes, Coating type and Inches are available to order.
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General Milling

Work Material Copper Alloy
Cutting Condition Speed Feed
CED (min™) (mm/min)
0.5R 32,000 750
1R 31,800 1,400
1.5R 21,000 1,420
2R 16,000 1,440
2.5R 12,800 1,440
3R 10,600 1,440
4R 8,000 1,485
5R 6,400 1,500
6R 5,300 1,485
8R 4,000 1,450
10R 3,200 1,420
—
7
Depth of cut e
ap de
0.1D | 0.2D

Work Material
N

G6 | G7 | G8

o|l e| o

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN
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CS1001E4 -11404z3

+Square Stainless Steel - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 40° /43°

(unit : mm)
Code No. CED CEL SD OAL Flute
4 10 4 50
5 13 6 50
6 15 6 50
CS100IE4*-1140473 8 20 8 60 4
10 25 10 75
12 30 12 75
16 40 16 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Material Alloyed Steel Hardened Steel Stainless Steel
25~35HRC 35~45HRC SUS304 / SUS420
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
CED
4 8,370 700 7,100 530 6,250 530
5 6,700 730 5,700 540 5,000 540
6 5,580 750 4,700 550 4,170 550
8 4,230 770 3,600 550 3,125 570
10 3,330 730 2,800 560 2,500 580
12 2,790 700 2,300 550 2,080 540
16 2,070 710 1,760 540 1,560 550
I ap ae
ap ap ae ap ae
Depth of cut %M 1.5 | 0.2D 1.5D | 0.1D 1.5D | 0.1D
ae

Work Material

P Im[k[ N[ s [ n Rougn;, ishine
g
Gl | G2 | G3 | G4 | G5 | G6 | G7 |G11|G13|G14|G15 --; A‘--m

() ° ° [ ] [ ] (@] (@] (@] (@] (] (o] 100 0 100

A

3
>

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CS1001E4 " -21404z3

+Corner Radius Stainless Steel - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 40° /43°

CED Tolera
46 | 0~-0.018
6~10 | 0~-0.02 Shank
10~16 | 0~-0.025 h5
(unit : mm)
Code No. CED R CEL SD OAL Flute
4 0.2R 10 4 50
5 0.2R 13 6 50
6 0.2R 15 6 50
0.2R
8 20 8 60
0.5R
CS1001E4%-2140423 0.2R 4
10 25 10 75
0.5R
0.2R
12 30 12 75
0.5R
0.2R
16 40 16 100
0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Material Alloyed Steel Hardened Steel Stainless Steel
25~35HRC 35~45HRC SUS304 / SUS420
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
CED
4 8,700 735 7,300 530 6,250 530
5 7,000 765 5,800 540 5,000 540
6 5,800 790 4,800 550 4,170 550
8 4,400 810 3,700 550 3,125 570
10 3,450 765 2,800 560 2,500 580
12 2,930 750 2,350 550 2,080 540
16 2,170 740 1,750 540 1,560 550
I ap ae
ap ap ae ap ae
Depth of cut %M 1.5 | 0.2D 1.5D | 0.1D 1.5D | 0.1D
ae

Work Material

P Im[k[ N[ s [ n Rougn;, ishine
g
Gl | G2 | G3 | G4 | G5 | G6 | G7 |G11|G13|G14|G15 --; A‘--m

() ° ° [ ] [ ] (@] (@] (@] (@] (] (o] 100 0 100

A

3
>

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CS100J 8135223

+Ball Nose Stainless Steel - 2-Flute x 2D
+Helix 35°

© &GaFTTT e
E

<
[@—— ‘‘‘‘‘‘‘ ‘] 1)

CED | Tolerance Shank

R | o002 N\[h5§)

(unit : mm)
Code No. R CEL SD OAL Flute

2R 8 4 50

2.5R 10 6 50
3R 12 6 50

CS100J*-8135273 4R 16 8 60 2

5R 20 10 75
6R 24 12 75
8R 32 16 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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General Milling

Work Material Alloyed Steel Hardened Steel Stainless Steel
25~35HRC 35~45HRC SUS304 / SUS420
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
CED
2R 8,950 705 8,500 620 7,188 510
2.5R 7,350 705 7,000 625 5,750 515
3R 6,200 710 5,800 630 4,796 520
4R 4,600 710 4,400 635 3,594 535
5R 3,700 715 3,500 640 2,875 540
6R 3,100 710 2,900 635 2,392 520
8R 2,300 700 2,200 635 1,794 520
4
7
e ap ae ap ae
Depth of cut 0.08D | 0.2D 0.08D | 0.2D
ap ae
0.1D | 0.2D

Work Material
P Im[k[ N[ s [ n Rougn;, ishine
g
Gl1|G2|G3|Ga| G5 | G6 | G7 |G11|G13|G14|G15 E---; A‘--m
100

([ ] [ ] [ ] ([ ] (] (0] (©) (@) (@) [ ] o

3
>

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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TI100IE4 -1140a23

+Square Titanium - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 40° /43°

>
O S — T
o w
./
CEL ‘
CED Tolerance
4~6 | 0~-0.018
6~10 | 0~-0.02 Shank
10~16 | 0~-0.025 h5
(unit : mm)
Code No. CED CEL SD OAL Flute
4 10 4 50
5 13 6 50
6 15 6 50
TI1001E4*-1140473 8 20 8 60 4
10 25 10 75
12 30 12 75
16 40 16 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

. Alloyed Steel Hardened Steel o
Work Material 25~35HRC 35~45HRC Titanium Alloy Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
CED
4 8,000 620 5,600 390 4,800 320
5 6,500 635 4,600 400 3,800 320
6 5,300 650 3,700 405 3,200 340
8 4,000 670 2,800 420 2,390 360
10 3,100 680 2,200 430 1,900 380
12 2,600 695 1,860 435 1,600 375
16 1,920 670 1,400 440 1,200 370
I ap ae
ap ap ae ap ae
Depth of cut %M 1.50 | 02D 1.5D | 0.1D 1.5D |0.05D
ae
Work Material
P M K N S H R Ough; ng F'\n\S\‘\\“g
Gl |G2|G3|Ga|Gs5|G6|G7|G11|G13|G14|G15 .
) ) ) ) [ (@) (@) [ [ ) () O ‘100 '0‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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TI100IE4 2140423

+ Corner Radius Titanium - 4-Flute x 2.5D
+Uneven Flute / Variable Helix 40° /43°

CED Tolera
46 | 0~-0.018
6~10 | 0~-0.02 Shank
10~16 | 0~-0.025 h5
(unit : mm)
Code No. CED R CEL SD OAL Flute
4 0.2R 10 4 50
5 0.2R 13 6 50
6 0.2R 15 6 50
0.2R
8 20 8 60
0.5R
TI1001E4%-2140423 0.2R 4
10 25 10 75
0.5R
0.2R
12 30 12 75
0.5R
0.2R
16 40 16 100
0.5R

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

. Alloyed Steel Hardened Steel o
Work Material 25~35HRC 35~45HRC Titanium Alloy Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
CED
4 8,000 620 5,600 390 4,800 320
5 6,500 635 4,600 400 3,800 320
6 5,300 650 3,700 405 3,200 340
8 4,000 670 2,800 420 2,390 360
10 3,100 680 2,200 430 1,900 380
12 2,600 695 1,860 435 1,600 375
16 1,920 670 1,400 440 1,200 370
I ap ae
ap ap ae ap ae
Depth of cut %M 1.50 | 02D 1.5D | 0.1D 1.5D |0.05D
ae
Work Material
P M K N S H R Ough; ng F'\n\S\‘\\“g
Gl |G2|G3|Ga|Gs5|G6|G7|G11|G13|G14|G15 .
) ) ) ) [ (@) (@) [ [ ) () O ‘100 '0‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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T1100J 8140223

+Ball Nose Titanium - 2-Flute x 2D
+Helix 40°

(unit : mm)
Code No. R CEL SD OAL Flute

2R 8 4 50

2.5R 10 6 50
3R 12 6 50

TI100J*-8140273 4R 16 8 60 2

5R 20 10 75
6R 24 12 75
8R 32 16 100

¥ Customized Special sizes, Coating type and Inches are available to order.
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General Milling

. Alloyed Steel Hardened Steel o
Work Material 25~35HRC 35~45HRC Titanium Alloy Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min) (min™) (mm/min)
CED
2R 8,450 705 7,300 470 5,800 355
2.5R 7,000 705 6,000 480 4,600 360
3R 5,900 710 4,950 485 3,850 365
4R 4,370 710 3,800 490 2,900 375
5R 3,515 715 3,000 495 2,300 375
6R 2,945 710 2,500 490 1,900 370
8R 2,185 700 1,870 490 1,435 365
4
7
e ap ae ap ae
Depth of cut 0.08D | 0.2D 0.05D | 0.1D
ap ae
0.1D | 0.2D

Work Material

P M| K N S H R°ughing Finishing
Gl|G2|G3|Ga|as|Ge|G7|G11|G13|G14|G15 . 4‘--
100

([ ] ([ ] [ ] ([ ] ([ ] (0] (©) ([ ] ([ ] [ ] o

3
>

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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T120012 8140423

*Tapered Ball Nose Titanium - 4-Flute
+Uneven Flute / Helix 40°

» 1 1 /Tape
I a—
5 |
' CED | Toler: Shank
R | o002 N\[h5§)
(unit : mm)
Code No. R D1 CEL Taper SD OAL Flute
0.5R 3.73 20 4° 6 65
1R 4.66 20 4° 6 65
TI20012*-8140423 1.5R 6 22.9 4° 6 65 4

2R 8 30.5 4° 8 75
3R 10 31.5 4° 10 80

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Material Stai:LIjessg.ssoteel Tit:_:i:;nl- :\Illoy Heat R(::i(:::,(t)zgclze Alloy
Cutting Speed | Feed |Depth of Cut| Speed | Feed |Depth of Cut| Speed | Feed |Depth of Cut
Condition (min™) |(mm/min) (mm) (min™) | (mm/min) (mm) (min™) | (mm/min) (mm)
CED Vc: 65~90m/min ap ae Vc: 50~70m/min ap ae Vc: 20~40m/min ap ae
0.5R 19,800 530 16 | 0.1D | 16,200 330 16 | 0.1D | 6,300 120 16 |0.05D
1R 10,400 550 16 | 0.1D | 8,500 350 16 | 0.1D | 3,500 135 16 |0.05D
1.5R 7,600 600 18 | 0.1D | 6,000 365 18 | 0.1D | 2,500 150 18 |0.05D
2R 5,900 600 25 [ 0.1D | 4,700 382 25 | 0.1D | 2,000 153 25 |0.05D
3R 4,200 670 25 | 0.1D | 3,400 410 25 | 0.1D | 1,600 175 25 |0.05D
ae
Depth of cut ap

Work Material

P IM[K[ N [ s [H Rough ishine
Gl | G2 |(G3 | G4 | G5 | G6 | G7 |G11|G13|G14 | ey A‘--

() ° ° [ ) [ ] (@] (e} [ ] [ ] (e} 100 0 100

A

3
>

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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TI200I1E4 2140423

*Tapered Corner Radius Titanium - 4-Flute
+Uneven Flute / Variable Helix 40° /43°

0 - \_____/
2 1 D1 Taper
D\
SN — T
CEL |
i OAL
CED | Tol
1~3 | 0~-0.014 Shank
36 | 0~0018 | \N[[h5f]
(unit : mm)
Code No. CED R D1 CEL Taper SD OAL Flute
1 0.2R 3.73 20 4° 6 65
2 0.2R 4.66 20 4° 6 65
TI2001E4%-2140473 3 0.2R 6 22.9 4 6 65 4
4 0.2R 8 30.5 4° 8 75
6 0.2R 10 31.5 4° 10 80

X Customized Special sizes, Coating type and Inches are available to order.
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Side Milling

Work Material Stai:LIjessg.ssoteel Tit:_:i:;nl- :\Illoy Heat R(::i(:::,(t)zgclze Alloy

Cutting Speed | Feed |Depth of Cut| Speed | Feed |Depth of Cut| Speed | Feed |Depth of Cut
Condition (min™) [(mm/min) (mm) (min™) |(mm/min) (mm) (min™) |(mm/min) (mm)

CED Vc: 65~90m/min ap ae Vc: 50~70m/min ap ae Vc: 20~40m/min ap ae

1 19,000 500 16 0.1 | 12,500 255 16 0.1 6,300 110 16 |0.05D

2 10,000 520 16 0.1 7,000 285 16 0.1 3,500 125 16 |0.05D

3 7,400 570 18 | 0.15 | 5,180 320 18 | 0.15 | 2,300 128 18 [0.05D

4 5,700 570 25 0.2 | 3,500 290 25 0.2 | 1,750 130 25 10.05D

6 4,000 600 25 0.2 2,500 320 25 0.2 1,300 145 25 10.05D

dp
Depth of cut 2,

Work Material
P IM[K[ N [ s [H
G4 | G5

_ g
Roughpg F\“‘S“‘-
61|62 |63 G6 | 67 |611|613|G14 S

<
<

3
>

() ° ° [ ) [ ] (@] (e} [ ] [ ] (e} 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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| Faeoil
DR360"-212021n

+Flat Drill - 2-Flute x 3D

+Helix 20°
N\
i - ____ ...............................................................
> @} h7
2Flutes Flat
| R i I HRC
»55
' \
' CED Tolerance
6~10 | -0.009~-0.015 Shank
10716 | -0.011~0018 | NN[[h5§]
(unit : mm)
Code No. CED CEL SD OAL Flute
6 21 6 60
8 28 8 70
DR360%-41202TN 10 35 10 80 2
12 42 12 90
16 56 16 115

X Customized Special sizes, Coating type and Inches are available to order.

250 http://www.citytools.com.tw
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Drilling
Work Material
Cutting
Condition
CED
6 4,000 360 0.06~0.1 3,200 290 0.06~0.1 2,100 155 0.05~0.08
8 3,000 360 0.08~0.13 2,450 290 0.08~0.13 1,600 155 0.07~0.11
10 2,400 360 0.1~0.15 1,900 290 0.1~0.15 1,250 155 0.9~0.12
12 2,000 360 0.13~0.18 | 1,600 280 0.13~0.18 | 1,050 155 0.11~0.15
16 1,500 360 0.17~0.22 1,200 270 0.17~0.22 800 155 0.15~0.2
Work Material

Gl | G2 | G3 | G4 | G5 (G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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ol
DR365 "-412021n

+Flat Drill - 2-Flute x 3D / Coolant-Holes
+Helix 20°

a
—~ S HRC
I"’ b55 @
CEL
'OAL

CED Tolerance
6~10 | 0~-0.015 Shank

10716 | 0~0018 | (\\[[h5§]

() (9

(unit : mm)
Code No. CED CEL SD OAL Flute
6 27 6 80
8 36 8 80
DR365%-41202TN 10 45 10 100 2
12 54 12 120
16 72 16 140

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Material
Cutting
Condition
CED
6 4,400 395 0.06~0.1 3,520 320 0.06~0.1 2,100 155 0.05~0.08
8 3,300 395 0.08~0.13 2,695 320 0.08~0.13 1,600 155 0.07~0.11
10 2,640 395 0.1~0.15 2,090 320 0.1~0.15 1,250 155 0.9~0.12
12 2,200 390 0.13~0.18 | 1,760 310 0.13~0.18 | 1,050 155 0.11~0.15
16 1,650 395 0.17~0.22 1,320 300 0.17~0.22 800 155 0.15~0.2
Work Material

Gl | G2 | G3 | G4 | G5 (G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DR300 -41302TN

+Carbide Drill - 2-Flute x 3D
+Helix 30° / Drill Point 140°

" m -130°
° CED
Tolerance

CED | Tolerance

610 | 0~-0.02 Shank
10~13 | 0~-0.025 h5
(unit : mm)
Code No. CED CEL SD OAL Flute

3 16 3 60

3.1 16 4 60

3.2 17 4 60

33 17 4 60

34 18 4 60

3.5 18 4 60

3.6 19 4 60

3.7 19 4 60

3.8 20 4 60

+ 3.9 20 4 60

DR300™-41302TN 2

4 20 4 60

4.1 21 5 60

4.2 21 5 65

4.3 22 5 65

4.4 22 5 65

4.5 23 5 65

4.6 23 5 65

4.7 24 5 65

4.8 24 5 65

4.9 25 5 65
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Code No. CED CEL SD OAL Flute

5 25 5 65
5.1 25 6 65
5.2 26 6 69
5.3 26 6 69
5.4 27 6 69
5.5 27 6 69
5.6 28 6 69
5.7 28 6 69
5.8 29 6 69
5.9 29 6 69

6 29 6 69
6.1 30 7 69
6.2 30 7 76
6.3 31 7 76
6.4 31 7 76
6.5 32 7 76
6.6 32 7 76
6.7 33 7 76
6.8 33 7 76

DR300*-41302TN ° > ’ ° 2

7 34 7 76
7.1 34 8 76
7.2 35 8 80
7.3 35 8 80
7.4 36 8 80
7.5 36 8 80
7.6 37 8 80
7.7 37 8 80
7.8 38 8 80
7.9 38 8 80

8 38 8 80
8.1 39 9 80
8.2 39 9 85
8.3 40 9 85
8.4 40 9 85
8.5 41 9 85
8.6 41 9 85
8.7 42 9 85
8.8 42 9 85
8.9 43 9 85
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Code No. CED CEL SD OAL Flute
9 43 9 85
9.1 43 10 85
9.2 44 10 93
9.3 44 10 93
9.4 45 10 93
9.5 45 10 93
9.6 46 10 93
9.7 46 10 93
9.8 47 10 93
9.9 47 10 93
10 47 10 93
10.1 48 11 93
10.2 48 11 97
10.3 49 11 97
10.4 49 11 97
10.5 50 11 97
10.6 50 11 97
10.7 51 11 97
10.8 51 11 97
10.9 52 11 97
DR300%-41302TN 11 52 11 97 2
11.1 52 12 97
11.2 53 12 102
11.3 53 12 102
11.4 54 12 102
11.5 54 12 102
11.6 55 12 102
11.7 55 12 102
11.8 56 12 102
11.9 56 12 102
12 56 12 102
12.1 57 13 102
12.2 57 13 106
12.3 58 13 106
12.4 58 13 106
12.5 59 13 106
12.6 59 13 106
12.7 60 13 106
12.8 60 13 106
12.9 61 13 106
13 61 13 106

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Mild Steel Alloyed Steel Hardened Steel Gray Cast Iron Stainless Steel
Material Carbon Steel 25~35HRC 35~45HRC Malleable cast iron Cast steel

Cutting | Speed |Feed Rate | Speed |Feed Rate | Speed |Feed Rate | Speed Feed Speed Feed
Condition | (min™) | (mm/rev) | (min™") [ (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/min) [ (min™) | (mm/min)

CED Vc: 60~120 m/min Vc: 50~70 m/min Vc: 30~50 m/min Vc: 60~120 m/min Vc: 30~50 m/min

8,500 | 0.05~0.1 | 6,800 | 0.05~0.1 | 4,250 |0.04~0.08| 8,500 | 0.05~0.1 | 4,250 (0.04~0.08

6,400 |0.07~0.14| 5,120 |(0.07~0.14( 3,420 |0.07~0.12| 6,400 (0.07~0.14| 3,420 | 0.07~.12

5,100 (0.09~0.16| 4,080 [0.09~0.16| 2,760 [0.08~0.15| 5,100 | 0.09~.16 | 2,760 |0.08~0.15

4,250 |0.11~0.18| 3,400 |0.11~0.18| 2,280 |0.09~0.17| 4,250 |0.11~0.18| 2,280 |0.09~0.17

3,650 | 0.13~0.2 | 3,650 | 0.13~0.2 | 1,950 |0.11~0.19| 3,650 { 0.13~0.2 | 1,950 (0.11~0.19

3,200 |0.15~0.22| 3,200 |0.15~0.22| 1,740 | 0.14~0.2 | 3,200 |0.15~0.22( 1,740 | 0.14~0.2

O]l | N[OV | d|W

2,830 |0.16~0.25| 2,830 (0.16~0.25( 1,500 |0.15~0.22| 2,830 (0.16~0.25( 1,500 (0.15~0.22

10 2,500 |0.18~0.28| 2,500 (0.18~0.28( 1,380 |0.18~0.25| 2,500 (0.18~0.28 | 1,380 (0.18~0.25

11 2,300 | 0.18~0.3 | 2,300 | 0.18~0.3 | 1,250 |0.18~0.29| 2,300 | 0.18~0.3 | 1,250 |0.18~0.29
12 2,100 |0.19~0.32| 1,680 |0.19~0.32( 1,140 | 0.19~0.3 | 2,100 {0.19~0.32| 1,140 | 0.19~0.3
13 1,960 (0.19~0.33| 1,570 |0.19~¥0.33| 980 | 0.19~0.3 | 1,960 |0.19~0.33| 980 | 0.19~0.3

Work Material

P M| K H
Gl | G2 |G3 | G4 |G5|G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DR300 -423021TN

+Carbide Drill - 2-Flute x 5D
+Helix 30° / Drill Point 140°

CED | Toleranc

36 | 0~-0.018

610 | 0~-0.02 Shank

10~13 | 0~-0.025 h5

(unit : mm)
Code No. CED CEL SD OAL Flute
3 22 3 68
3.1 23 4 68
3.2 23 4 68
33 24 4 68
34 25 4 68
3.5 25 4 68
3.6 26 4 68
3.7 27 4 68
3.8 27 4 68
+ 3.9 28 4 68
DR300™-42302TN 2

4 28 4 68
4.1 29 5 68
4.2 30 5 75
4.3 30 5 75
4.4 31 5 75
4.5 32 5 75
4.6 32 5 75
4.7 33 5 75
4.8 34 5 75
4.9 34 5 75
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UL

Code No. CED CEL SD OAL Flute
5 35 5 75
5.1 36 6 75
5.2 36 6 80
5.3 37 6 80
5.4 38 6 80
5.5 38 6 80
5.6 39 6 80
5.7 40 6 80
5.8 40 6 80
5.9 41 6 80
6 41 6 80
6.1 42 7 80
6.2 43 7 89
6.3 43 7 89
6.4 44 7 89
6.5 45 7 89
6.6 45 7 89
6.7 46 7 89
6.8 47 7 89
DR300*-42302TN ° sl ’ 89 2
7 48 7 89
7.1 49 8 89
7.2 49 8 96
7.3 50 8 96
7.4 51 8 96
7.5 51 8 96
7.6 52 8 96
7.7 53 8 96
7.8 53 8 96
7.9 54 8 96
8 54 8 96
8.1 55 9 96
8.2 56 9 102
8.3 56 9 102
8.4 57 9 102
8.5 58 9 102
8.6 58 9 102
8.7 59 9 102
8.8 60 9 102
8.9 60 9 102
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UL

Code No. CED CEL SD OAL Flute

9 61 9 102
9.1 62 10 102
9.2 62 10 110
9.3 63 10 110
9.4 64 10 110
9.5 64 10 110
9.6 65 10 110
9.7 66 10 110
9.8 66 10 110
9.9 67 10 110

10 67 10 110
10.1 68 11 110
10.2 69 11 120
10.3 69 11 120
10.4 70 11 120
10.5 71 11 120
10.6 71 11 120
10.7 72 11 120
10.8 73 11 120
10.9 73 11 120

DR300%-42302TN 11 74 11 120 2

11.1 75 12 120
11.2 75 12 125
11.3 76 12 125
11.4 77 12 125
11.5 77 12 125
11.6 78 12 125
11.7 79 12 125
11.8 79 12 125
11.9 80 12 125

12 80 12 125
12.1 81 13 125
12.2 82 13 132
12.3 82 13 132
12.4 83 13 132
12.5 84 13 132
12.6 84 13 132
12.7 85 13 132
12.8 86 13 132
12.9 86 13 132

13 87 13 132

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Mild Steel Alloyed Steel Hardened Steel Gray Cast Iron Stainless Steel
Material Carbon Steel 25~35HRC 35~45HRC Malleable cast iron Cast steel

Cutting | Speed |Feed Rate | Speed |Feed Rate | Speed |Feed Rate | Speed Feed Speed Feed
Condition | (min™) | (mm/rev) | (min™") [ (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/min) [ (min™) | (mm/min)

CED Vc: 60~120 m/min Vc: 50~70 m/min Vc: 30~50 m/min Vc: 60~120 m/min Vc: 30~50 m/min

8,500 | 0.05~0.1 | 6,800 | 0.05~0.1 | 4,250 |0.04~0.08| 8,500 | 0.05~0.1 | 4,250 (0.04~0.08

6,400 |0.07~0.14| 5,120 |(0.07~0.14( 3,420 |0.07~0.12| 6,400 (0.07~0.14| 3,420 | 0.07~.12

5,100 (0.09~0.16| 4,080 [0.09~0.16| 2,760 [0.08~0.15| 5,100 | 0.09~.16 | 2,760 |0.08~0.15

4,250 |0.11~0.18| 3,400 |0.11~0.18| 2,280 |0.09~0.17| 4,250 |0.11~0.18| 2,280 |0.09~0.17

3,650 | 0.13~0.2 | 3,650 | 0.13~0.2 | 1,950 |0.11~0.19| 3,650 { 0.13~0.2 | 1,950 (0.11~0.19

3,200 |0.15~0.22| 3,200 |0.15~0.22| 1,740 | 0.14~0.2 | 3,200 |0.15~0.22( 1,740 | 0.14~0.2

O]l | N[OV | d|W

2,830 |0.16~0.25| 2,830 (0.16~0.25( 1,500 |0.15~0.22| 2,830 (0.16~0.25( 1,500 (0.15~0.22

10 2,500 |0.18~0.28| 2,500 (0.18~0.28( 1,380 |0.18~0.25| 2,500 (0.18~0.28 | 1,380 (0.18~0.25

11 2,300 | 0.18~0.3 | 2,300 | 0.18~0.3 | 1,250 |0.18~0.29| 2,300 | 0.18~0.3 | 1,250 |0.18~0.29
12 2,100 |0.19~0.32| 1,680 |0.19~0.32( 1,140 | 0.19~0.3 | 2,100 {0.19~0.32| 1,140 | 0.19~0.3
13 1,960 (0.19~0.33| 1,570 |0.19~¥0.33| 980 | 0.19~0.3 | 1,960 |0.19~0.33| 980 | 0.19~0.3

Work Material

P M| K H
Gl | G2 |G3 | G4 |G5|G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DR300 -423021TN

+Carbide Drill - 2-Flute x 8D
+Helix 30° / Drill Point 140°

3¥6 | -0.008~-0.012

6~10 | -0.009~-0.015 Shank
10~13 | -0.011~-0.018 h5
(unit : mm)
Code No. CED CEL SD OAL Flute

3 31 3 80
3.1 32 4 80
3.2 33 4 80
3.3 34 4 80
3.4 35 4 80
3.5 36 4 80
3.6 37 4 80
3.7 38 4 80
3.8 39 4 80

DR300*-42302TN 39 40 h 80 2

4 40 4 80
4.1 41 5 80
4.2 42 5 89
4.3 43 5 89
4.4 44 5 89
4.5 45 5 89
4.6 46 5 89
4.7 47 5 89
4.8 48 5 89
4.9 49 5 89
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UL

Code No. CED CEL SD OAL Flute
5 50 5 89
5.1 51 6 89
5.2 52 6 101
5.3 53 6 101
5.4 54 6 101
5.5 55 6 101
5.6 56 6 101
5.7 57 6 101
5.8 58 6 101
5.9 59 6 101
6 59 6 101
6.1 60 7 101
6.2 61 7 110
6.3 62 7 110
6.4 63 7 110
6.5 64 7 110
6.6 65 7 110
6.7 66 7 110
6.8 67 7 110
DR300*-42302TN o2 o ! e 2
7 69 7 110
7.1 70 8 110
7.2 71 8 120
7.3 72 8 120
7.4 73 8 120
7.5 74 8 120
7.6 75 8 120
7.7 76 8 120
7.8 77 8 120
7.9 78 8 120
8 78 8 120
8.1 79 9 120
8.2 80 9 130
8.3 81 9 130
8.4 82 9 130
85 83 9 130
8.6 84 9 130
8.7 85 9 130
8.8 86 9 130
8.9 87 9 130
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UL

Code No. CED CEL SD OAL Flute

9 88 9 130
9.1 89 10 130
9.2 90 10 140
9.3 91 10 140
9.4 92 10 140
9.5 93 10 140
9.6 94 10 140
9.7 95 10 140
9.8 96 10 140
9.9 97 10 140

10 97 10 140
10.1 98 11 140
10.2 99 11 153
10.3 100 11 153
10.4 101 11 153
10.5 102 11 153
10.6 103 11 153
10.7 104 11 153
10.8 104 11 153
10.9 106 11 153

DR300%-42302TN 11 107 11 153 2

11.1 108 12 153
11.2 109 12 160
11.3 110 12 160
11.4 111 12 160
11.5 112 12 160
11.6 113 12 160
11.7 114 12 160
11.8 115 12 160
11.9 116 12 160

12 116 12 160
12.1 117 13 160
12.2 118 13 170
12.3 119 13 170
12.4 120 13 170
12.5 121 13 170
12.6 122 13 170
12.7 123 13 170
12.8 124 13 170
12.9 125 13 170

13 126 13 170

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Mild Steel Alloyed Steel Hardened Steel Gray Cast Iron Stainless Steel
Material Carbon Steel 25~35HRC 35~45HRC Malleable cast iron Cast steel

Cutting | Speed |Feed Rate | Speed |Feed Rate | Speed |Feed Rate | Speed Feed Speed Feed
Condition | (min™) | (mm/rev) | (min™") [ (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/min) [ (min™) | (mm/min)

CED Vc: 60~120 m/min Vc: 50~70 m/min Vc: 30~50 m/min Vc: 60~120 m/min Vc: 30~50 m/min

8,500 | 0.05~0.1 | 6,800 | 0.05~0.1 | 4,250 |0.04~0.08| 8,500 | 0.05~0.1 | 4,250 (0.04~0.08

6,400 |0.07~0.14| 5,120 |(0.07~0.14( 3,420 |0.07~0.12| 6,400 (0.07~0.14| 3,420 | 0.07~.12

5,100 (0.09~0.16| 4,080 [0.09~0.16| 2,760 [0.08~0.15| 5,100 | 0.09~.16 | 2,760 |0.08~0.15

4,250 |0.11~0.18| 3,400 |0.11~0.18| 2,280 |0.09~0.17| 4,250 |0.11~0.18| 2,280 |0.09~0.17

3,650 | 0.13~0.2 | 3,650 | 0.13~0.2 | 1,950 |0.11~0.19| 3,650 { 0.13~0.2 | 1,950 (0.11~0.19

3,200 |0.15~0.22| 3,200 |0.15~0.22| 1,740 | 0.14~0.2 | 3,200 |0.15~0.22( 1,740 | 0.14~0.2

O]l | N[OV | d|W

2,830 |0.16~0.25| 2,830 (0.16~0.25( 1,500 |0.15~0.22| 2,830 (0.16~0.25( 1,500 (0.15~0.22

10 2,500 |0.18~0.28| 2,500 (0.18~0.28( 1,380 |0.18~0.25| 2,500 (0.18~0.28 | 1,380 (0.18~0.25

11 2,300 | 0.18~0.3 | 2,300 | 0.18~0.3 | 1,250 |0.18~0.29| 2,300 | 0.18~0.3 | 1,250 |0.18~0.29
12 2,100 |0.19~0.32| 1,680 |0.19~0.32( 1,140 | 0.19~0.3 | 2,100 {0.19~0.32| 1,140 | 0.19~0.3
13 1,960 (0.19~0.33| 1,570 |0.19~¥0.33| 980 | 0.19~0.3 | 1,960 |0.19~0.33| 980 | 0.19~0.3

Work Material

P M| K H
Gl | G2 |G3 | G4 |G5|G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DR350" -41302TN

+Carbide Drill - 2-Flute x 3D / Coolant-Holes
+Helix 30° / Drill Point 140°

(unit : mm)
Code No. CED CEL SD OAL Flute

3 16 3 60

3.1 16 4 60

3.2 17 4 60

33 17 4 60

34 18 4 60

3.5 18 4 60

3.6 19 4 60

3.7 19 4 60

3.8 20 4 60

+ 3.9 20 4 60

DR3507-41302TN 2

4 20 4 60

4.1 21 5 60

4.2 21 5 65

43 22 5 65

4.4 22 5 65

4.5 23 5 65

4.6 23 5 65

4.7 24 5 65

4.8 24 5 65

4.9 25 5 65
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UL

Code No. CED CEL SD OAL Flute

5 25 5 65
5.1 25 6 65
5.2 26 6 69
5.3 26 6 69
5.4 27 6 69
5.5 27 6 69
5.6 28 6 69
5.7 28 6 69
5.8 29 6 69
5.9 29 6 69

6 29 6 69
6.1 30 7 69
6.2 30 7 76
6.3 31 7 76
6.4 31 7 76
6.5 32 7 76
6.6 32 7 76
6.7 33 7 76
6.8 33 7 76

DR350*-41302TN ° > ’ ° 2

7 34 7 76
7.1 34 8 76
7.2 35 8 80
7.3 35 8 80
7.4 36 8 80
7.5 36 8 80
7.6 37 8 80
7.7 37 8 80
7.8 38 8 80
7.9 38 8 80

8 38 8 80
8.1 39 9 80
8.2 39 9 85
8.3 40 9 85
8.4 40 9 85
8.5 41 9 85
8.6 41 9 85
8.7 42 9 85
8.8 42 9 85
8.9 43 9 85
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UL

Code No. CED CEL SD OAL Flute
9 43 9 85
9.1 43 10 85
9.2 44 10 93
9.3 44 10 93
9.4 45 10 93
9.5 45 10 93
9.6 46 10 93
9.7 46 10 93
9.8 47 10 93
9.9 47 10 93
10 47 10 93
10.1 48 11 93
10.2 48 11 97
10.3 49 11 97
10.4 49 11 97
10.5 50 11 97
10.6 50 11 97
10.7 51 11 97
10.8 51 11 97
10.9 52 11 97
DR350%-41302TN 11 52 11 97 2
11.1 52 12 97
11.2 53 12 102
11.3 53 12 102
11.4 54 12 102
11.5 54 12 102
11.6 55 12 102
11.7 55 12 102
11.8 56 12 102
11.9 56 12 102
12 56 12 102
12.1 57 13 102
12.2 57 13 106
12.3 58 13 106
12.4 58 13 106
12.5 59 13 106
12.6 59 13 106
12.7 60 13 106
12.8 60 13 106
12.9 61 13 106
13 61 13 106

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Mild Steel Alloyed Steel Hardened Steel Gray Cast Iron Stainless Steel
Material Carbon Steel 25~35HRC 35~45HRC Malleable cast iron Cast steel

Cutting | Speed |Feed Rate | Speed |Feed Rate | Speed |Feed Rate | Speed Feed Speed Feed
Condition | (min™) | (mm/rev) | (min™") [ (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/min) [ (min™) | (mm/min)

CED Vc: 60~120 m/min Vc: 50~70 m/min Vc: 30~50 m/min Vc: 60~120 m/min Vc: 30~50 m/min

10,600 | 0.05~0.1 | 7,430 | 0.05~0.1 | 5,300 |0.04~0.08]| 10,600 | 0.05~0.1 | 5,300 |0.04~0.08

7,900 |0.07~0.14| 5,570 |(0.07~0.14( 4,000 |0.07~0.12( 7,900 (0.07~0.14| 4,000 | 0.07~.12

6,300 |0.09~0.16| 4,460 (0.09~0.16( 3,200 |0.08~0.15| 6,300 | 0.09~.16 | 3,200 [0.08~0.15

5,300 |0.11~0.18| 3,700 (0.11~0.18( 2,650 |0.09~0.17| 5,300 (0.11~0.18 2,650 (0.09~0.17

4,550 | 0.13~0.2 | 3,200 | 0.13~0.2 | 2,400 |0.11~0.19| 4,550 | 0.13~0.2 | 2,400 |0.11~0.19

3,900 |0.15~0.22| 2,800 |0.15~0.22| 2,250 | 0.14~0.2 | 3,900 |0.15~0.22( 2,250 | 0.14~0.2

O]l | N[OV | d|W

3,500 |0.16~0.25| 2,500 |0.16~0.25( 1,770 |0.15~0.22| 3,500 (0.16~0.25( 1,770 (0.15~0.22

10 3,500 |0.18~0.28| 2,230 (0.18~0.28( 1,600 |0.18~0.25| 3,200 (0.18~0.28 | 1,600 (0.18~0.25

11 2,900 | 0.18~0.3 | 2,030 | 0.18~0.3 | 1,450 |0.18~0.29| 2,900 ( 0.18~0.3 | 1,450 (0.18~0.29
12 2,700 |0.19~0.32| 1,860 |0.19~0.32( 1,350 | 0.19~0.3 | 2,700 (0.19~0.32| 1,350 | 0.19~0.3
13 2,450 |0.19~0.33| 1,700 (0.19~0.33( 1,230 | 0.19~0.3 | 2,450 {0.19~0.33| 1,230 | 0.19~0.3

Work Material

P M| K H
Gl | G2 |G3 | G4 |G5|G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DR350"-423021N

+Carbide Drill - 2-Flute x 5D / Coolant-Holes
+Helix 30° / Drill Point 140°

BEEBD
? : _cEI s = -—-‘]g @@

CED

3¥6 | -0.008~-0.012

610 | -0.009~-0.015 Shank
10~13 | -0.011-0.018 h5
(unit : mm)
Code No. CED CEL SD OAL Flute

3 22 3 68

3.1 23 4 68

3.2 23 4 68

3.3 24 4 68

3.4 25 4 68

3.5 25 4 68

3.6 26 4 68

3.7 27 4 68

3.8 27 4 68

+ 3.9 28 4 68

DR3507-42302TN 2

4 28 4 68

4.1 29 5 68

4.2 30 5 75

4.3 30 5 75

4.4 31 5 75

4.5 32 5 75

4.6 32 5 75

4.7 33 5 75

4.8 34 5 75

4.9 34 5 75
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Code No. CED CEL SD OAL Flute
5 35 5 75
5.1 36 6 75
5.2 36 6 80
5.3 37 6 80
5.4 38 6 80
5.5 38 6 80
5.6 39 6 80
5.7 40 6 80
5.8 40 6 80
5.9 41 6 80
6 41 6 80
6.1 42 7 80
6.2 43 7 89
6.3 43 7 89
6.4 44 7 89
6.5 45 7 89
6.6 45 7 89
6.7 46 7 89
6.8 47 7 89
DR350*-42302TN ° sl ’ 89 2
7 48 7 89
7.1 49 8 89
7.2 49 8 96
7.3 50 8 96
7.4 51 8 96
7.5 51 8 96
7.6 52 8 96
7.7 53 8 96
7.8 53 8 96
7.9 54 8 96
8 54 8 96
8.1 55 9 96
8.2 56 9 102
8.3 56 9 102
8.4 57 9 102
8.5 58 9 102
8.6 58 9 102
8.7 59 9 102
8.8 60 9 102
8.9 60 9 102
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Code No. CED CEL SD OAL Flute

9 61 9 102
9.1 62 10 102
9.2 62 10 110
9.3 63 10 110
9.4 64 10 110
9.5 64 10 110
9.6 65 10 110
9.7 66 10 110
9.8 66 10 110
9.9 67 10 110

10 67 10 110
10.1 68 11 110
10.2 69 11 120
10.3 69 11 120
10.4 70 11 120
10.5 71 11 120
10.6 71 11 120
10.7 72 11 120
10.8 73 11 120
10.9 73 11 120

DR350%-42302TN 11 74 11 120 2

11.1 75 12 120
11.2 75 12 125
11.3 76 12 125
11.4 77 12 125
11.5 77 12 125
11.6 78 12 125
11.7 79 12 125
11.8 79 12 125
11.9 80 12 125

12 80 12 125
12.1 81 13 125
12.2 82 13 132
12.3 82 13 132
12.4 83 13 132
12.5 84 13 132
12.6 84 13 132
12.7 85 13 132
12.8 86 13 132
12.9 86 13 132

13 87 13 132

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Mild Steel Alloyed Steel Hardened Steel Gray Cast Iron Stainless Steel
Material Carbon Steel 25~35HRC 35~45HRC Malleable cast iron Cast steel

Cutting | Speed |Feed Rate | Speed |Feed Rate | Speed |Feed Rate | Speed Feed Speed Feed
Condition | (min™) | (mm/rev) | (min™") [ (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/min) [ (min™) | (mm/min)

CED Vc: 807120 m/min Vc: 60~90 m/min Vc: 30760 m/min Vc: 807120 m/min Vc: 30760 m/min

10,600 | 0.05~0.1 | 7,430 | 0.05~0.1 | 5,300 |0.04~0.08]| 10,600 | 0.05~0.1 | 5,300 |0.04~0.08

7,900 |0.07~0.14| 5,570 |(0.07~0.14( 4,000 |0.07~0.12( 7,900 (0.07~0.14| 4,000 | 0.07~.12

6,300 |0.09~0.16| 4,460 (0.09~0.16( 3,200 |0.08~0.15| 6,300 | 0.09~.16 | 3,200 [0.08~0.15

5,300 |0.11~0.18| 3,700 (0.11~0.18( 2,650 |0.09~0.17| 5,300 (0.11~0.18 2,650 (0.09~0.17

4,550 | 0.13~0.2 | 3,200 | 0.13~0.2 | 2,400 |0.11~0.19| 4,550 | 0.13~0.2 | 2,400 |0.11~0.19

3,900 |0.15~0.22| 2,800 |0.15~0.22| 2,250 | 0.14~0.2 | 3,900 |0.15~0.22( 2,250 | 0.14~0.2

O]l | N[OV | d|W

3,500 |0.16~0.25| 2,500 |0.16~0.25( 1,770 |0.15~0.22| 3,500 (0.16~0.25( 1,770 (0.15~0.22

10 3,500 |0.18~0.28| 2,230 (0.18~0.28( 1,600 |0.18~0.25| 3,200 (0.18~0.28 | 1,600 (0.18~0.25

11 2,900 | 0.18~0.3 | 2,030 | 0.18~0.3 | 1,450 |0.18~0.29| 2,900 ( 0.18~0.3 | 1,450 (0.18~0.29
12 2,700 |0.19~0.32| 1,860 |0.19~0.32( 1,350 | 0.19~0.3 | 2,700 (0.19~0.32| 1,350 | 0.19~0.3
13 2,450 |0.19~0.33| 1,700 (0.19~0.33( 1,230 | 0.19~0.3 | 2,450 {0.19~0.33| 1,230 | 0.19~0.3

Work Material

P M| K H
Gl | G2 |G3 | G4 |G5|G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DR350"-423021N

+Carbide Drill - 2-Flute x 8D / Coolant-Holes
+Helix 30° / Drill Point 140°

3¥6 | -0.008~-0.012

6~10 | -0.009~-0.015 Shank
10~13 | -0.011~-0.018 h5
(unit : mm)
Code No. CED CEL SD OAL Flute

3 31 3 80
3.1 32 4 80
3.2 33 4 80
3.3 34 4 80
3.4 35 4 80
3.5 36 4 80
3.6 37 4 80
3.7 38 4 80
3.8 39 4 80

DR350*-42302TN 39 40 h 80 2

4 40 4 80
4.1 41 5 80
4.2 42 5 89
4.3 43 5 89
4.4 44 5 89
4.5 45 5 89
4.6 46 5 89
4.7 47 5 89
4.8 48 5 89
4.9 49 5 89
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Code No. CED CEL SD OAL Flute
5 50 5 89
5.1 51 6 89
5.2 52 6 101
5.3 53 6 101
5.4 54 6 101
5.5 55 6 101
5.6 56 6 101
5.7 57 6 101
5.8 58 6 101
5.9 59 6 101
6 59 6 101
6.1 60 7 101
6.2 61 7 110
6.3 62 7 110
6.4 63 7 110
6.5 64 7 110
6.6 65 7 110
6.7 66 7 110
6.8 67 7 110
DR350*-42302TN o2 o ! e 2
7 69 7 110
7.1 70 8 110
7.2 71 8 120
7.3 72 8 120
7.4 73 8 120
7.5 74 8 120
7.6 75 8 120
7.7 76 8 120
7.8 77 8 120
7.9 78 8 120
8 78 8 120
8.1 79 9 120
8.2 80 9 130
8.3 81 9 130
8.4 82 9 130
85 83 9 130
8.6 84 9 130
8.7 85 9 130
8.8 86 9 130
8.9 87 9 130
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Code No. CED CEL SD OAL Flute

9 88 9 130
9.1 89 10 130
9.2 90 10 140
9.3 91 10 140
9.4 92 10 140
9.5 93 10 140
9.6 94 10 140
9.7 95 10 140
9.8 96 10 140
9.9 97 10 140

10 97 10 140
10.1 98 11 140
10.2 99 11 153
10.3 100 11 153
10.4 101 11 153
10.5 102 11 153
10.6 103 11 153
10.7 104 11 153
10.8 104 11 153
10.9 106 11 153

DR350%-42302TN 11 107 11 153 2

11.1 108 12 153
11.2 109 12 160
11.3 110 12 160
11.4 111 12 160
11.5 112 12 160
11.6 113 12 160
11.7 114 12 160
11.8 115 12 160
11.9 116 12 160

12 116 12 160
12.1 117 13 160
12.2 118 13 170
12.3 119 13 170
12.4 120 13 170
12.5 121 13 170
12.6 122 13 170
12.7 123 13 170
12.8 124 13 170
12.9 125 13 170

13 126 13 170

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Mild Steel Alloyed Steel Hardened Steel Gray Cast Iron Stainless Steel
Material Carbon Steel 25~35HRC 35~45HRC Malleable cast iron Cast steel

Cutting | Speed |Feed Rate | Speed |Feed Rate | Speed |Feed Rate | Speed Feed Speed Feed
Condition | (min™) | (mm/rev) | (min™") [ (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/min) [ (min™) | (mm/min)

CED Vc: 60~120 m/min Vc: 50~70 m/min Vc: 30~50 m/min Vc: 60~120 m/min Vc: 30~50 m/min

10,600 | 0.05~0.1 | 7,430 | 0.05~0.1 | 5,300 |0.04~0.08]| 10,600 | 0.05~0.1 | 5,300 |0.04~0.08

7,900 |0.07~0.14| 5,570 |(0.07~0.14( 4,000 |0.07~0.12( 7,900 (0.07~0.14| 4,000 | 0.07~.12

6,300 |0.09~0.16| 4,460 (0.09~0.16( 3,200 |0.08~0.15| 6,300 | 0.09~.16 | 3,200 [0.08~0.15

5,300 |0.11~0.18| 3,700 (0.11~0.18( 2,650 |0.09~0.17| 5,300 (0.11~0.18 2,650 (0.09~0.17

4,550 | 0.13~0.2 | 3,200 | 0.13~0.2 | 2,400 |0.11~0.19| 4,550 | 0.13~0.2 | 2,400 |0.11~0.19

3,900 |0.15~0.22| 2,800 |0.15~0.22| 2,250 | 0.14~0.2 | 3,900 |0.15~0.22( 2,250 | 0.14~0.2

O]l | N[OV | d|W

3,500 |0.16~0.25| 2,500 |0.16~0.25( 1,770 |0.15~0.22| 3,500 (0.16~0.25( 1,770 (0.15~0.22

10 3,500 |0.18~0.28| 2,230 (0.18~0.28( 1,600 |0.18~0.25| 3,200 (0.18~0.28 | 1,600 (0.18~0.25

11 2,900 | 0.18~0.3 | 2,030 | 0.18~0.3 | 1,450 |0.18~0.29| 2,900 ( 0.18~0.3 | 1,450 (0.18~0.29
12 2,700 |0.19~0.32| 1,860 |0.19~0.32( 1,350 | 0.19~0.3 | 2,700 (0.19~0.32| 1,350 | 0.19~0.3
13 2,450 |0.19~0.33| 1,700 (0.19~0.33( 1,230 | 0.19~0.3 | 2,450 {0.19~0.33| 1,230 | 0.19~0.3

Work Material

P M| K H
Gl | G2 |G3 | G4 |G5|G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DR100"-20902TN

+Carbide Spot Drill - 2-Flute / 90°
+Helix 15°

46 0~-0.018

6~10 | 0~-0.02 Shank
10712 | 0~-0.025 h5
(unit : mm)
Code No. CED D1 CEL SD OAL Flute
4 0.4 8 4 50
6 0.6 12 6 70
DR100%-40902TN 8 0.8 16 8 80 2
10 1 20 10 90
12 1.2 24 12 110

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Gray Cast Iron Stainless Steel
Material Malleable cast iron Cast steel
Cutting Speed Feed Speed Feed
Condition (min™) | (mm/min) | (min™) | (mm/min)
CED Vc: 40~60 m/min Vc: 16722 m/min
4 4,370 |0.05~0.08| 1,990 [0.05~0.08| 1,470 |0.05~0.08| 4,370 [0.05~0.08| 1,470 |0.05~0.08
6 2,900 | 0.6~0.11 | 1,320 | 0.6~0.11 980 0.6~0.11 | 2,900 | 0.6~0.11 980 0.6~0.11
8 2,100 (0.08~0.14| 995 |0.08~0.14| 735 |0.08~0.14| 2,100 [0.08~0.14| 735 |(0.08~0.14
10 1,700 | 0.1~0.17 790 0.1~0.17 590 0.1~0.17 | 1,700 | 0.1~0.17 590 0.1~0.17
12 1,460 | 0.11~0.2 660 0.11~0.2 490 0.11~0.2 | 1,460 | 0.11~0.2 490 0.11~0.2
Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

s wn
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DR100" -90120TN

+Carbide Spot Drill - 2-Flute / 120° /90°
+Helix 20°

CED Tolerance

3~ | 0~-0.018

6~10 | 0~-0.02 Shank

10712 | 0~-0.025 h5

(unit : mm)
Code No. CED D1 CEL SD OAL Flute
3 1 6 3 45
4 1.5 8 4 50
+ 6 2 12 6 70
DR100™-90120TN 2

8 2.5 16 8 80
10 3 20 10 90
12 4 24 12 110
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Drilling
Work Gray Cast Iron Stainless Steel
Material Malleable cast iron Cast steel
Cutting Speed Feed Speed Feed
Condition (min™) | (mm/min) | (min™) | (mm/min)
CED Vc: 30760 m/min Vc: 22735 m/min
3 5,840 |0.04~0.07| 2,650 |0.04~0.07| 1,960 |0.04~0.07| 5,840 |0.04~0.07| 1,960 |0.04~0.07
4 4,370 (0.05~0.08| 1,990 |0.05~0.08| 1,470 |0.05~0.08( 4,370 |0.05~0.08( 1,470 |0.05~0.08
6 2,900 | 0.6~0.11 | 1,320 | 0.6~0.11 | 980 | 0.6~0.11 | 2,900 | 0.6~0.11 | 980 | 0.6~0.11
8 2,100 |0.08~0.14| 995 |0.08~0.14( 735 |0.08~0.14| 2,100 |0.08~0.14| 735 |0.08~0.14
10 1,700 | 0.1~0.17 790 0.1~0.17 590 0.1~0.17 | 1,700 | 0.1~0.17 590 0.1~0.17
12 1,460 | 0.11~0.2 | 660 | 0.11~0.2 | 490 | 0.11~0.2 | 1,460 | 0.11~0.2 | 490 | 0.11~0.2
Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

s wn
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DR500 " -20902TN

+Carbide Drill Point End Mill - 2-Flute / 90°
+Helix 30°

2 ab _ g | HRC
°l - »55
CEL
OAL

CED

46 | 0~-0.018

6~10 | 0~-0.02 Shank

10~12 | 0~-0.025 hb

(unit : mm)
Code No. CED CEL SD OAL Flute
4 8 4 50
6 12 6 50
DR500%"-40902TN 8 16 8 60 2

10 20 10 72
12 24 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling
Work Gray Cast Iron Stainless Steel
Material Malleable cast iron Cast steel
Cutting Speed Feed Speed Feed
Condition (min™) | (mm/min) | (min™) | (mm/min)
CED Vc: 40~60 m/min Vc: 16722 m/min
4 4,370 |0.05~0.08| 1,990 [0.05~0.08| 1,470 |0.05~0.08| 4,370 [0.05~0.08| 1,470 |0.05~0.08
6 2,900 | 0.6~0.11 | 1,320 | 0.6~0.11 980 0.6~0.11 | 2,900 | 0.6~0.11 980 0.6~0.11
8 2,100 (0.08~0.14| 995 |0.08~0.14| 735 |0.08~0.14| 2,100 [0.08~0.14| 735 |(0.08~0.14
10 1,700 | 0.1~0.17 790 0.1~0.17 590 0.1~0.17 | 1,700 | 0.1~0.17 590 0.1~0.17
12 1,460 | 0.11~0.2 660 0.11~0.2 490 0.11~0.2 | 1,460 | 0.11~0.2 490 0.11~0.2
Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

s wn
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DR200"-20602TN

+Carbide Center Drill - 2-Flute / 60°
+Helix 25°

7 0@
o

CEL

(0 )

CED

Tolerance

1~3 | 0~-0.014 Shank
s o008 | N\N[[h5f]
(unit : mm)
Code No. CED CEL SD OAL Flute
1 1.5 3 50
2 3 5 50
. 2.5 3.8 6 50
DR200™-40602TN 2

3 4.8 8 60
4 6 10 60
5 7.5 12 75
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Drilling
Work Mild Steel Alloyed Steel Hardened Steel Gray Cast Iron Stainless Steel
Material Carbon Steel 25~35HRC 35~45HRC Malleable cast iron Cast steel

Cutting |Speed | Feed Rate |Speed| Feed Rate |Speed| Feed Rate (Speed Feed Speed Feed
Condition | (min™) (mm/rev) |(min™")| (mm/rev) | (min”")| (mm/rev) |(min™")| (mm/min) |(min™")| (mm/min)

CED Vc: 30760 m/min Vc: 20~35 m/min Vc: 22~35 m/min Vc: 30760 m/min Vc: 22~35 m/min

1 14,300( 0.01~0.05 (1,990| 0.01~0.05 (1,470| 0.01~0.05 |4,370| 0.01~0.05 | 1,470 0.01~0.05

2 7,100 |0.012~0.035| 1,320 (0.012~0.035| 980 |0.012~0.035( 2,900 |0.012~0.035| 980 |0.012~0.035

2.5 5,700 | 0.025~0.05 | 995 [ 0.025~0.05| 735 |0.025~0.05 [ 2,100 | 0.025~0.05 | 735 | 0.025~0.05

3 4,780 | 0.04~0.06 [ 790 | 0.04~0.06 [ 590 | 0.04~0.06 |1,700| 0.04~0.06 | 590 | 0.04~0.06

4 3,580 | 0.05~0.08 | 660 [ 0.05~0.08 | 490 | 0.05~0.08 [1,460| 0.05~0.08 | 490 | 0.05~0.08

5 2,870 [ 0.06~0.09 | 790 | 0.06~0.09 | 590 | 0.06~0.09 |1,700| 0.06~0.09 | 590 | 0.06~0.09

Work Material
P [m[k] H
G4 | G5

Gl | G2 | G3 G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN
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HCD-orin

+Broken Tap Removal Drill / Tap Extractor
+Trigon Flute Form - V 60°

I‘E’I
<7
|
|
|
|
=

CED | Tolerance

2~3 | 0~-0.014 Shank
3%6 | 0~-0.018 h5
(unit : mm)
Code No. CED CEL SD OAL
2 10 2 30
3 14 3 40
HCD-Drill 4 18 4 45
5 20 5 50
6 28 6 60

X Customized Special sizes, Coating type and Inches are available to order.

Instruction of removing broken taps/drill bit by hard cut drill.

|
AN

ZAVAINININAANANS
NN/NIN/N/NININY,

Remove or grind the taps/ Place the HCD drill with the Drill the tap remover through Clean and remove the
drill to create a flat surface as  correct size in the centre of the  the end and applying cutting remaining chip by scriber.
possible. broken tap. fluids all the times.
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Drilling
Work Material Hardened Steel Hardened Steel Stainless Steel
35~45HRC 45~55HRC Cast steel
Cutting
Condition Speed Feed Rate Speed Feed Rate Speed Feed Rate
(min™") (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
CED
2 3,000 Manual Feed 2,500 Manual Feed 2,000 Manual Feed
3 3,000 Manual Feed 2,500 Manual Feed 2,000 Manual Feed
4 3,000 Manual Feed 2,500 Manual Feed 2,000 Manual Feed
5 3,000 Manual Feed 2,500 Manual Feed 2,000 Manual Feed
6 3,000 Manual Feed 2,500 Manual Feed 2,000 Manual Feed

Work Material
P [m[k] H
G4 | G5

Gl | G2 | G3 G14|G15

([ ] ([ ] [ ] (e} ([ ] [ ] ([ ]

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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IR100"-81003TN

+Corner Radius End Mill - 3-Flute
+3-Flute Inner Corner Radius

2
LODMTOME

0.05 _
(N Y —
T/ 0.05 | |
<, __k OAL

CED | Tolerance Shank

R w00 | KN[h5f]

(unit : mm)
Code No. R D1 CED SD OAL Flute

0.5R 1 2.1 4 49

1R 3.9 6 6 59

1.5R 2.9 6 6 59

2R 1.9 6 6 59

+ 2.5R 3 8 8 59

IR100™-81003TN 3

3R 2.2 8 8 59

3.5R 2.9 10 10 59

4R 2.2 10 10 59

4.5R 2.9 12 12 75

5R 1.8 12 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Drilling

WOrI.< Mild Steel Alloyed Steel Hardened Steel I?/Ira\E,I‘I,e(a:\?oT: I:::t Stainless Steel

Material Carbon Steel 25~35HRC 35~45HRC iron Cast steel

Cutting

Condition | Speed |Feed Rate| Speed |Feed Rate| Speed |Feed Rate | Speed | Feed | Speed | Feed
CED (min™) (mm/rev) | (min™) [ (mm/rev) | (min™) [ (mm/rev) | (min™) ((mm/min)| (min™) |(mm/min)

0.5R 6500 54 5100 38 4240 28 6500 54 4240 28

1R 2300 54 1850 38 1495 28 2300 54 1495 28

1.5R 2250 54 1830 38 1490 28 2250 54 1490 28

2R 2220 54 1800 38 1480 28 2220 54 1480 28

2.5R 1690 54 1380 38 1120 28 1690 54 1120 28

3R 1670 54 1350 38 1110 28 1670 54 1110 28

3.5R 1350 54 1090 38 895 28 1350 54 895 28

4R 1330 54 1080 38 890 28 1330 54 890 28

4.5R 1120 54 910 38 745 28 1120 54 745 28

5R 1110 54 900 38 740 28 1110 54 740 28

Roughing Finishing
R+0.05 | R0.05
\ R+0.05 R0.05
|

Work Material

P M| K H . ROugh ing ;'\n‘\s\'\‘m%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 ---; A‘-
100

Y

([ ] [ ] [ ] (©) o [ ] ([ ] (o)

0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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VF100 -11903TN

+V-Groove Chamfer Mill - 3-Flute / Short Neck
+45° Chamfering / V 90°

CISISIIO;
[@‘f ------------ T (1) Guo)

CED Tolerance
1.5~3 | 0~-0.014 Shank

36 | 0~0018 | \N[[h5f]

(unit : mm)
Code No. CED L1 CEL NL ND SD OAL Flute
1.5 0.03 0.63 4 0.9 3 45
2 0.03 0.83 5 1.2 3 45
2.5 0.03 1.03 6.5 1.5 3 45
3 0.03 1.23 7.5 1.8 3 45
VE100*-11903TN 35 0.1 1.5 8.5 2.1 4 53 3
4 0.1 1.7 10 24 4 53
4.5 0.1 21 11.5 2.5 5 53
5 0.1 23 12.5 2.8 5 53
5.5 0.1 2.5 13.5 3.1 6 53
6 0.1 2.9 15 3.2 6 53

X Customized Special sizes, Coating type and Inches are available to order.
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Chamfering
Worl_< Alloyed Steel Hardened Steel Hardened Steel l?/lt;al‘lle(a:\:sl': I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition | (min™") (mm/rev) | (min™') | (mm/rev) | (min™) | (mm/rev) [ (min™") |(mm/min)| (min™") |(mm/min)
Vc Vc: 707100 m/min Vc: 60~80 m/min Vc: 3555 m/min | Vc: 707100 m/min | Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
1.5R 17,000 480 13,600 380 8,500 205 17,000 | 480 8,500 205
2R 12,700 500 10,160 390 6,350 208 12,700 | 500 6,350 208
2.5R 10,100 550 8,080 400 5,000 210 10,100 | 550 5,000 210
3R 8,500 650 6,800 410 4,200 215 8,500 650 4,200 215
3.5R 7,200 620 5,800 420 3,600 220 7,200 620 3,600 220
4R 6,400 650 5,120 450 3,100 225 6,400 650 3,100 225
4.5R 5,600 660 4,480 440 2,800 230 5,600 660 2,800 230
5R 5,100 650 4,080 430 2,500 220 5,100 650 2,500 220
5.5R 4,600 620 3,680 420 2,300 210 4,600 620 2,300 210
6R 4,250 600 3,400 410 2,100 200 4,250 600 2,100 200

Depth of ;3
epth o
cut m.m

Work Material

2 -

Gl | G2 (G3 | G4 | G5 [G14|G15|G16 | - A‘-

A

>
>

() ° (] (@] (0] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.

http://www.citytools.com.tw 291

SIS



L

VF 100+-11903TN / 11904TN / 11905TN / 11906TN

+V-Groove Chamfer Mill -3 /4 / 5 / 6-Flute / Long Neck
+45° Chamfering / V 90°

00° [Flt] [Flt Flt rn .
Eu "
2 SN A S S | N - HRC
! CED

S|

= Tolerance
3~6 0~-0.018
6~10 | 0~-0.02 Shank
10~12 | 0~-0.025 h5
(unit : mm)
Code No. CED L1 CEL NL ND SD OAL Flute
3 0.03 1.23 12 1.8 3 45
3.4 0.1 15 14 2 4 53
35 0.1 15 14 2.1 4 53
4 0.1 1.7 16 2.4 4 53
VF100*-11903TN 4.4 0.1 2.1 18 2.4 5 53 3
4.5 0.1 2.1 18 25 5 53
5 0.1 2.3 20 2.8 5 53
5.5 0.1 2.5 22 3.1 6 65
6 0.1 2.9 24 3.2 6 65
VF100*-11904TN 8 0.1 3.4 28 4.8 8 65 4
VF100*-11905TN 10 0.1 3.8 35 6.4 10 80 5
VF100*-11906TN 12 0.1 4.4 42 7.8 12 80 6

X Customized Special sizes, Coating type and Inches are available to order.
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Chamfering
Worl_< Alloyed Steel Hardened Steel Hardened Steel l?/lt;al‘lle(a:\:sl': I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition [ (min™) (mm/rev) | (min™") | (mm/rev) (min™') | (mm/rev) | (min™') |(mm/min)[ (min™") [(mm/min)
Ve Vc: 70100 m/min Vc: 60~80 m/min Vc: 35755 m/min  |Vc: 707100 m/min| Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
3 16,000 455 12,900 320 8,000 170 16,000 | 455 8,000 170
34 12,000 475 9,700 322 6,000 172 12,000 | 475 6,000 172
3.5 9,600 520 7,770 325 4,800 175 9,600 520 4,800 175
4 8,000 620 6,480 325 4,000 175 8,000 620 4,000 175
4.4 7,100 600 5,700 328 3,560 178 7,100 600 3,560 178
4.5 6,900 590 5,550 328 3,450 178 6,900 590 3,450 178
5 6,000 620 4,860 330 3,025 180 6,000 620 3,025 180
5.5 5,500 625 4,400 330 2,750 180 5,500 625 2,750 180
5,300 615 4,300 330 2,690 180 5,300 615 2,690 180
4,800 590 3,900 328 2,420 188 4,800 590 2,420 188
10 3,000 600 2,430 390 1,500 210 3,000 600 1,500 210
12 2,420 750 1,950 490 1,210 260 2,420 750 1,210 260
1
Depth of %T
cut 0.1D

Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15|G16 — A‘-
[ [ ) ® (©) o) ® ® (o) ‘1 00 '0 ) 100 .

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CF400 " -20903TN

+Spiral Chamfer Mill - 3-Flute
+45° Chamfering / V 90°

SIS 06
N — &

N CEL
CED Tolerance
46 | 0~-0.018
6~10 | 0~-0.02 Shank
10712 | 0~-0.025 h5
(unit : mm)
Code No. CED D1 CEL SD OAL Flute
4 0.4 1.8 4 50
6 0.6 2.7 6 50
CF400%-40903TN 8 0.8 3.6 8 60 3
10 1 4.5 10 72
12 1.2 5.4 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Chamfering
Work Alloyed Steel Hardened Steel Hardened Steel I?/Ir;‘l,e(a:\;sl': I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) | (min") [(mm/min)| (min~") [(mm/min)
Vc Vc: 707100 m/min Vc: 60~80 m/min Vc: 35755 m/min  |Vc: 707100 m/min| Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
4 6,400 400 3,900 200 3,025 145 6,400 400 3,025 145
6 4,250 420 2,600 210 2,010 150 4,250 420 2,010 150
8 3,200 430 1,990 220 1,510 153 3,200 430 1,510 153
10 2,550 435 1,590 225 1,210 155 2,550 435 1,210 155
12 2,100 430 1,320 220 1,005 150 2,100 430 1,005 150
ot ot
Depth of — —
cut ‘0.20 ‘o 1D

Work Material

2 -

Gl | G2 (G3 | G4 | G5 [G14|G15|G16 I A‘-

A

3
>

() ° ° (@] (o] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CF300 " -20903TN

+ Chamfer Mill - 3-Flute
+45° Chamfering / V 90°

BEE7 0O
R ‘] i) 61

N CEL
CED | Tolerance
4~6 | 0~-0.018 Shank
610 | 0002 | N\[[h5§]
(unit : mm)
Code No. CED CEL SD OAL Flute
4 10 4 45
+ 6 10 6 45
CF300™-40903TN 3
8 15 8 52
10 15 10 52
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Chamfering
Worl_< Alloyed Steel Hardened Steel Hardened Steel I(\Sllre;al},e(;?osi: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition | (min™) (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/rev) | (min™) |(mm/min)| (min™") |(mm/min)
Vc Vc: 707100 m/min Vc: 60~80 m/min Vc: 3555 m/min | Vc: 707100 m/min | Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
4 6,080 250 4,900 180 2,400 95 6,080 250 2,400 95
6 4,100 300 3,200 210 2,000 105 4,100 300 2,000 105
8 3,100 310 2,400 240 2,500 120 3,100 310 2,500 120
10 2,400 250 2,000 245 1,200 110 2,400 250 1,200 110

Depth of —t
e O
peh %T %T

Work Material

P M| K H ROugh ing F'\\’\'\S\‘\'\Y\%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; A‘-
o ° [ J (e} (o] [} [} (o] ‘100 'o‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN
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CF300 " -20906TN

+ Chamfer Mill - 6-Flute
+45° Chamfering / V 90°

IS0,
O — ENGET

e ‘

CED Tolerance

46 | 0~-0.018

6~10 | 0~-0.02 Shank

10712 | 0~-0.025 h5

(unit : mm)
Code No. CED D1 CEL SD OAL Flute
4 0.2 1.9 4 50
6 0.2 2.5 6 50
CF300%-40906TN 8 0.2 35 8 60 6

10 0.2 4 10 70
12 0.2 5 12 75

X Customized Special sizes, Coating type and Inches are available to order.
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Chamfering
Work Alloyed Steel Hardened Steel Hardened Steel I?/Ir;‘l,e(a:\;sl': I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) | (min") [(mm/min)| (min~") [(mm/min)
Vc Vc: 707100 m/min Vc: 60~80 m/min Vc: 35755 m/min  |Vc: 707100 m/min| Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
4 6,400 550 3,900 280 3,025 180 6,400 400 3,025 145
6 4,250 600 2,600 290 2,010 185 4,250 420 2,010 150
8 3,200 600 1,990 300 1,510 190 3,200 430 1,510 153
10 2,550 500 1,590 290 1,210 185 2,550 435 1,210 155
12 2,100 450 1,320 280 1,005 180 2,100 430 1,005 150
ot ot
Depth of — —
cut ‘0.20 ‘o 1D

Work Material
P M| K H

) < ching
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 A‘-

< 3
< >

3
>

() ° ° (@] (o] [ ] [ (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CF300"-212021N

+ Chamfer Mill - 2-Flute
+30° Chamfering / V 120°

RIEIrio
e — L

CED Tolerance
4~6 | 0~-0.018 Shank

610 | 0002 | NN[h5g)

(unit : mm)
Code No. CED D1 SD OAL Flute
4 0.2 4 45
+ 6 0.2 6 45
CF300™-41202TN 2
8 0.2 8 52
10 0.2 10 52
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Chamfering
Worl_< Alloyed Steel Hardened Steel Hardened Steel I(\Sllre;al},e(;?osi: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition | (min™) (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/rev) | (min™) |(mm/min)| (min™") |(mm/min)
Vc Vc: 707100 m/min Vc: 60~80 m/min Vc: 3555 m/min | Vc: 707100 m/min | Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
4 6,900 290 5,508 210 3,840 120 6,900 290 3,840 120
6 4,590 300 3,672 220 2,520 130 4,590 300 2,520 130
8 3,450 295 2,790 215 1,920 135 3,450 295 1,920 135
10 2,750 290 2,250 210 1,500 130 2,750 290 1,500 130

Depth of —t
e O
peh %T %T

Work Material

P M| K H ROugh ing F'\\’\'\S\‘\'\Y\%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; —
[ [ ) ® (©) o ® ® (o) ‘100 'o‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CF300"-20602TN

+ Chamfer Mill - 2-Flute
+60° Chamfering / V 60°

%\ —_ —25°
Elrm-y Ehamferj (dﬁj @
L g HRC

»55
CED Tolerance
4~6 | 0~-0.018 Shank

610 | 0002 | NN[h5g)

al. />
g 8(a S ——
| OAL

(unit : mm)
Code No. CED D1 SD OAL Flute
4 0.2 4 45
+ 6 0.2 6 45
CF300™-40602TN 2
8 0.2 8 52
10 0.2 10 52
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Chamfering
Worl_< Alloyed Steel Hardened Steel Hardened Steel I(\Sllre;al},e(;?osi: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition | (min™) (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/rev) | (min™) |(mm/min)| (min™") |(mm/min)
Vc Vc: 707100 m/min Vc: 60~80 m/min Vc: 3555 m/min | Vc: 707100 m/min | Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
4 6,080 250 4,900 180 2,400 95 6,080 250 2,400 95
6 4,100 300 3,200 210 2,000 105 4,100 300 2,000 105
8 3,100 310 2,400 240 2,500 120 3,100 310 2,500 120
10 2,400 250 2,000 245 1,200 110 2,400 250 1,200 110

Depth of —t
e O
peh %T %T

Work Material

P M| K H ROugh ing F'\\’\'\S\‘\'\Y\%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; —
[ [ ) ® (©) o ® ® (o) ‘100 'o‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN
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CF300"-209021N

+ Chamfer Mill - 2-Flute
+45° Chamfering / V 90°

N\ —10°
REO®Z 0O
5 A 1 5 HRC
| |
CED | Tolerance
4~6 | 0~-0.018 Shank
610 | 0002 | NN[h5g)
(unit : mm)
Code No. CED D1 SD OAL Flute
4 0.2 4 45
+ 6 0.2 6 45
CF300™-40902TN 2
8 0.2 8 52
10 0.2 10 52
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Chamfering
Worl_< Alloyed Steel Hardened Steel Hardened Steel I(\Sllre;al},e(;?osi: I:::t Stainless Steel
Material 25~35HRC 35~45HRC 45~55HRC iron Cast steel
Cutting Speed |Feed Rate| Speed |Feed Rate| Speed [Feed Rate| Speed | Feed | Speed | Feed
Condition | (min™) (mm/rev) | (min™") | (mm/rev) | (min™") | (mm/rev) | (min™) |(mm/min)| (min™") |(mm/min)
Vc Vc: 707100 m/min Vc: 60~80 m/min Vc: 3555 m/min | Vc: 707100 m/min | Vc: 35~55 m/min
CED 0.1D 0.1D 0.1D 0.1D 0.1D
4 6,080 250 4,900 180 2,400 95 6,080 250 2,400 95
6 4,100 300 3,200 210 2,000 105 4,100 300 2,000 105
8 3,100 310 2,400 240 2,500 120 3,100 310 2,500 120
10 2,400 250 2,000 245 1,200 110 2,400 250 1,200 110

Depth of —t
e O
peh %T %T

Work Material

P M| K H ROugh ing F'\\’\'\S\‘\'\Y\%
Gl | G2 | G3 | G4 | G5 |G14|G15|G16 --; —
[ [ ) ® (©) o ® ® (o) ‘100 'o‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN
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CC100°

+Carbide Spiral Cutter for Chamfering Machine
+36-Flute / Helix 20°

FESE—— ——
= B
" 7 (%)

Non-Coated TA

Pe—
TO

R
—
=
(unit : mm)
Code No. CED CEL Core Dia Flute
ccioo*
CC100*-TA
CC100*-T0 25 20 15 36
CC100*-TD

% Shell Milling Spiral Cutter

% Compatible with Chamfering Machine JAM CC02

X Excellent surface finish for grinding and chamfering, with long-lasting durability

X Suitable for use on Carbon Steel, Hardened Steel, Stainless Steel and Non-ferrous metals

Work Material

Gl | G2 |(G3 | G4 | G5 | G6 | G7 |G14(G15|G16
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NOTES
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CF500 "-20601TN /40601

+ Engraving End Mill - Single Flute
+Double Ended / V 60°

(unit : mm)
Code No. CED CEL SD OAL Flute Coating
CF500%-40601TN N
6 5.2 6 60 1
CF500*-40601 Uncoated
(Bright/Uncoated)

X Customized sizes, coating types, and inch-based dimensions are available upon request.

Work Material

Gl | G2 | G3 | G4 | G5 [G14|G15|G16

([ ] [ ] [ ] (@) (o) [ ] ([ ] (o)

308 http://www.citytools.com.tw

AT



UL

DR600"-21202

+ Custom Stepped Drill - 2-Flute /60° /120°
+Helix 10° / V 120°

CED | Tolerance Shank

13 o001 | N\\[[h5§)

(unit : mm)
Code No. D1 L1 D2 L2 SD OAL Flute
DR600*-41202 1.6 1.574 2.75 2.75 5 60 2

X Customized sizes, coating types, and inch-based dimensions are available upon request.

Work Material

Gl | G2 [ G3 | G5 |G14|G15|G16

([ ] ([ ] [ ] ([ ] ([ ] [ ] (©)
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DR700"-20901

+ Custom Spot Drill - Single Flute
+V 90°

Pre———
CEL
OAL

CED | Tolerance Shank

(unit : mm)
Code No. CED D1 CEL SD OAL Flute
DR700%-40901 3 0.05 1.5 3 45 1

X Customized sizes, coating types, and inch-based dimensions are available upon request.

Work Material

Gl | G2 | G3 | G4 | G5 [G14|G15|G16

([ ] [ ] [ ] (@) (o) [ ] ([ ] (o)

310 http://www.citytools.com.tw

LASSSSSSSS S )/



UL

CF500"-20602TN

+ Custom Spiral Chamfer Mill - 2-Flute
+*Double Ended / V 60° / Helix 25°

.= ...............................................................

—————— >
. CEL ‘
CED | Tolerance Shank
6 o002 | N\[h5g)
(unit : mm)
Code No. CED D1 CEL SD OAL Flute
CF500*-40602TN 6 0.3 4.92 6 75 2

X Customized sizes, coating types, and inch-based dimensions are available upon request.

Work Material

http://www.citytools.com.tw 311

LTSS S S S S ) ) ) ) ) ) ) )



L

TA400 " -11254TN

+Square- Custom Tapered End Mill - 4-Flute
+Double Ended / V 60° / Helix 25°

CED Tolerance
1~3 | 0~-0.014 Shank

4 oo | KN[h5f]
(unit : mm)
Code No. CED CEL SD OAL Flute
1 7.79 10 60
+ 2 6.93 10 60
TA4007-11254TN 4
3 6.06 10 60
4 5.2 10 60

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Chamfering
: Gray Cast Iron
Work Material Malleable cast iron
. - Speed Feed
Cutting Condition (min") (mm/min)
Vc Vc: 707100 m/min
CED | ap ae 0.1D
1 7 0.1D| 24,800 470 19,000 280 12,700 170 24,800 470
2 6.2 [0.1D| 12,400 480 9,500 288 6,370 173 12,400 480
3 55 (0.1D| 8,280 480 6,370 288 2,450 173 8,280 480
4 4,7 10.1D 6,210 470 4,800 280 3,200 170 6,210 470
ap
Depth of cut
//’a ae
Work Material
Gl | G2 | G3 | G4 | G5 [G14|G15|G16 [ - A‘--
[ ) () ° (@] (@) [ ] [ (@) ‘100 ’o‘ 100’

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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SL100I1E2"-14304TN

+Square Lathe Machine End Mill - 4-Flute x 1.2D Stub Flute
+Uneven Flute / Variable Helix 30° /33°

a1 az
az an

CED Tolerance
3~ | 0~-0.018
6~10 | 0~-0.02 Shank
10412 | 00025 | N[5 §)

(unit : mm)
Code No. CED CEL SD OAL Flute
3 4 6 45
4 5 6 45
5 6 6 45
SL1001E2%-14304TN 6 8 6 45 4
8 10 8 45
10 12 10 45
12 15 10 50

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work

Material

Cutting

Condition
CED
3 8,400 300 5,300 190 4,050 155 8,400 300
4 6,400 310 4,000 195 3,100 160 6,400 310
5 5,200 320 3,300 200 2,500 160 5,200 320
6 4,500 360 2,700 200 2,000 170 4,500 360
8 3,200 370 2,000 210 1,550 180 3,200 370
10 2,500 420 1,600 215 1,300 160 2,600 420
12 2,250 450 1,330 220 1,100 170 2,250 450

a ae ap ae ap ae ap de
Dez:: of a%%m 10 | 01D 1D |0.05D 1D |0.02D iD | 0.1D
T8

Work Material

L Jk[ n |

Gl | G2 | G3 | G5 (G14|G15|G16

e | o (e |O|e®@]|e®]|O

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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SL100I1E2 " -sa304TN

+Ball Nose Lathe Machine End Mill - 4-Flute x 1.2D Stub Flute
+Uneven Flute / Variable Helix 30° /33°

(unit : mm)
Code No. R CEL SD OAL Flute
1.5R 4 6 45
2R 5 6 45
2.5R 6 6 45
SL1001E2%-84304TN 3R 8 6 45 4
4R 10 8 45
5R 12 10 45
6R 15 10 50

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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General Milling

LI

Work
Material
Cutting
Condition
CED
1.5R 10,400 1,170 8,500 870 6,900 390 10,400 1,170
2R 7,800 1,170 6,400 880 5,175 390 7,800 1,170
2.5R 6,200 1,200 5,100 900 4,140 400 6,200 1,200
3R 5,200 1,200 4,250 900 3,450 400 5,200 1,200
4R 3,900 1,230 3,200 945 2,600 420 3,900 1,230
5R 3,200 1,260 2,550 945 2,070 420 3,200 1,260
6R 2,600 1,200 2,100 940 1,725 410 2,600 1,200
-+
7
Depth of praae ap ae ap ae ap ae
cut 0.08D | 0.2D 0.05D | 0.1D 0.1D | 0.2D
ap ae
0.1D | 0.2D
Work Material
Gl | G2 | G3 | G5 [G14|G15|G16

([ ] ([ ] [ ] (0} ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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SL100I1E2"-24304TN

+Corner Radius Lathe Machine End Mill - 4-Flute x 1.2D Stub Flute
+Uneven Flute / Variable Helix 30° /33°

ar az
az an

arfaz

(unit : mm)
Code No. CED R CEL SD OAL Flute

3 0.2R 4 6 45

4 0.2R 5 6 45

5 0.2R 6 6 45

6 0.2R 8 6 45
" 0.2R

SL100IE27-24304TN 8 10 8 45 4

0.5R
0.2R

10 12 10 45
0.5R
0.2R

12 15 10 50
0.5R

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work

Material

Cutting

Condition
CED
3 8,400 300 5,300 190 4,050 155 8,400 300
4 6,400 310 4,000 195 3,100 160 6,400 310
5 5,200 320 3,300 200 2,500 160 5,200 320
6 4,500 360 2,700 200 2,000 170 4,500 360
8 3,200 370 2,000 210 1,550 180 3,200 370
10 2,500 420 1,600 215 1,300 160 2,600 420
12 2,250 450 1,330 220 1,100 170 2,250 450

a ae ap ae ap ae ap de
Dez:: of a%%m 10 | 01D 1D |0.05D 1D |0.02D iD | 0.1D
T8

Work Material

L Jk[ n |

Gl | G2 | G3 | G5 (G14|G15|G16

e | o (e |O|e®@]|e®]|O

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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L

SLRF100IE2"-14304Tn

*Square Fine Pitch Lathe Machine End Mill x 1.2D Stub Flute
+Uneven Flute / Variable Helix 30° /33°

(unit : mm)
Code No. CED C CEL SD OAL Flute
3 0.3C 4 6 45
4 0.3C 5 6 45
5 0.3C 6 6 45
SLRF100IE2*-14304TN 6 0.3C 8 6 45 4
8 0.3C 10 8 45
10 0.4C 12 10 45
12 0.4C 15 10 50

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work

Material

Cutting

Condition
CED
3 8,700 390 5,300 230 4,460 195 8,700 390
4 6,500 390 4,000 230 3,340 195 6,500 390
5 5,200 400 3,200 235 2,675 200 5,200 400
6 4,350 400 2,650 235 2,230 200 4,350 400
8 3,260 410 1,990 240 1,670 210 3,260 410
10 2,600 420 1,590 245 1,340 210 2,600 420
12 2,170 420 1,330 245 1,115 210 2,170 420

a ae ap ae ap ae ap de
Dez:: of a%%m 10 | 01D 1D |0.05D 1D |0.02D iD | 0.1D
T8

Work Material

L Jk[ n |

Gl | G2 | G3 | G5 (G14|G15|G16

e | o (e |O|e®@]|e®]|O

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.

http://www.citytools.com.tw 321

LTSS S S S S ) ) ) ) ) ) ) )



L

TA100IE4 " -11304TN

+*Taper Square - 4-Flute “&E
+*Uneven Flute / Variable Helix 30° /33°

! L
7 %
¥ \ % (Iﬂ) ég @ :
4Flntes 30°/ 33° "
arfa:#¥as#as @

1D1/!/_Taper
@[@ 7777777777 :[ 2 CED | Tolerance
! 3%6 | 0~0.018
cEL | ‘ 6410 | 07002 Shank
OAL 10~12 | 0~-0.025 h5
(unit : mm)
Code No. CED D1 CEL Taper SD OAL Flute
1.24 1°
1 1.63 2° 4 50
1.94 9 3°
2.38 11 1° 50
3.57 15 3° 50
2 4
4.63 15 5° 50
6.91 20 7° 70
3.38 11 1° 4 50
4.57 15 3° 6 50
3 5.63 15 5° 6 50
7.91 20 7° 8 70
TA1001E4*-11304TN 4.45 13 1° 6 50 4
5.89 18 3° 6 60
4 7.15 18 5° 8 60
9.9 24 7° 10 70
5.56 16 1° 6 50
7.2 21 3° 8 70
> 8.68 21 5° 10 70
11.88 28 7° 12 90
6.56 16 1° 8 60
8.2 21 3° 10 70
6 9.68 21 5° 10 70
12.88 28 7° 12 90

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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LI

Side Milling
Work Material
Cutting
Condition
CED
1 9,550 100 6,300 50 12,700 245
2 4,750 100 3,200 50 6,300 245
3 3,150 115 2,100 55 4,250 255
4 2,350 115 1,600 55 3,300 275
5 1,910 120 1,275 55 2,675 280
6 1,650 130 1,050 60 2,300 295
ap ae
ap ap ae ap ae
2.5D | 0.05D
Depth of cut % 2.5D | 0.05D 2.5D | 0.05D
e
Work Material

Gl | G2 [ G3 | G5 |G14(G15|G16

([ ] ([ ] [ ] (0} ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

s wn
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G L

TA20012"-813041N

*Taper Ball Nose - 4-Flute
+Uneven Flute / Helix 30°

1E

Serfes-

¥ === 567 O

o '
S —
CEL
OAI
CED | Tolerance Shank
R | o002 N\[h5§)
(unit : mm)
Code No. R D1 CEL Taper SD OAL Flute
2.35 11 1° 50
3.47 15 3° 50
1R 4
4.46 15 5° 50
6.68 20 7° 70
3.33 11 1° 4 50
4.42 15 3° 6 50
1.5R
5.37 15 5° 6 50
7.57 20 7° 8 70
4.38 13 1° 6 50
+ 5.68 18 3° 6 60
TA200I127-81304TN 2R 4
6.81 18 5° 8 60
9.43 24 7° 10 70
5.47 16 1° 6 50
6.95 21 3° 8 70
2.5R
8.26 21 5° 10 70
11.3 28 7° 12 90
6.45 16 1° 8 60
3R 7.89 21 3° 10 70
9.17 21 5° 10 70
12.18 28 7° 12 90

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Material

Cutting
Condition
CED
1R 5,100 110 3,500 53 6,690 260
1.5R 3,400 125 2,335 58 4,460 270
2R 2,550 125 1,750 58 3,350 285
2.5R 2,040 130 1,400 60 2,680 290
3R 1700 140 1,170 63 2,300 300
e
ap ae ap ae ap ae
Depth of cut ap 2.5D | 0.05D 2.5D | 0.05D 2.5D |0.05D

Work Material

Gl | G2 [ G3 | G5 |G14(G15|G16

([ ] ([ ] [ ] (0} ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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TA300IE4 -21304TN

+Taper Corner Radius - 4-Flute “&E
+Uneven Flute / Variable Helix 30° /33°

R R/ z
ar, az % [ ég =
4Flutes 30°/ 33° "
arfa#as#as @

Q lD1 /Taper
(u‘ﬂ: N CED | Tolerance
3%6 | 0~0.018
CEL | ‘ 6~10 | 0~-0.02 Shank
OAL 10~12 | 0~-0.025 h5
(unit : mm)
Code No. CED R D1 CEL Taper SD OAL Flute
1.24 7 1°
1 0.2R 1.63 9 2° 4 50
1.94 9 3°
2.38 11 1° 50
3.57 15 3° 50
2 0.5R 4
4.63 15 5° 50
4.91 20 7° 70
3.38 11 1° 4 50
4.57 15 3° 6 50
3 0.5R
5.63 15 5° 6 50
7.91 20 7° 8 70
TA3001E41-21304TN 4.45 13 1° 6 50 4
5.89 18 3° 6 60
4 0.5R
7.15 18 5° 8 60
9.9 24 7° 10 70
5.56 16 1° 6 50
7.2 21 3° 8 70
5 0.5R
8.68 21 5° 10 70
11.88 28 7° 12 90
6.56 16 1° 8 60
8.2 21 3° 10 70
6 0.5R
9.68 21 5° 10 70
12.88 28 7° 12 90

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling
Work Material
Cutting
Condition
CED
1 9,550 100 6,300 50 12,700 245
2 4,750 100 3,200 50 6,300 245
3 3,150 115 2,100 55 4,250 255
4 2,350 115 1,600 55 3,300 275
5 1,910 120 1,275 55 2,675 280
6 1,650 130 1,050 60 2,300 295
ap ae
ap ap ae ap ae
2.5D | 0.05D
Depth of cut % 2.5D | 0.05D 2.5D | 0.05D
e
Work Material

Gl | G2 [ G3 | G5 |G14(G15|G16

([ ] ([ ] [ ] (0} ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

s wn
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RS10014 " -230041N
RS10015"-23005TN

+Torus End / Radius End Mill for Hard Material
+4 [/ 5-Flute / Uneven-Straight Flute

Best Seller—
ll
ai, az E

Serfes-

OAL

‘ CED Tolerance
R +/-0.02
23 | 0~0.014
3%6 | 0~-0.018
6~10 | 0~-0.02 Shank
10~12 | 0~-0.025 h5
(unit : mm)
Code No. CED R1 R2 R3 CEL NL ND SD OAL Flute
RS10014%-23004TN 2 0.3 0.2 1.95 0.8 6 1.8 6 60 4
3 0.4 0.3 2.872 1.3 9 2.7 6 60
4 0.4 0.35 3.9 1.6 12 3.6 6 70
5 0.4 0.4 4.876 2 15 4.5 6 80
RS10015*-23005TN 6 0.4 0.45 | 5.85 2.5 18 5.4 6 90 5
8 0.6 0.65 7.8 3.5 24 7.2 8 100
10 0.6 0.7 9.75 4.5 30 9 10 110
12 0.6 0.8 11.7 5 36 11 12 135

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Hardened Steel Gray Cast Iron
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC Malleable cast iron
condiion| Speed | 54 | speed | 729 | speed | Fe%d | spood | reed | spect | reed
CED (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) | (mm/min) | (min™) | (mm/min)
2 22,000 5,400 20,500 4,800 17,500 2,200 12,500 1,450 22,000 5,400
3 14,600 7,820 13,500 6,800 11,500 2,700 8,400 1,800 14,600 7,820
4 11,000 8,000 10,000 6,900 8,600 2,800 6,300 1,900 11,000 8,000
5 8,900 8,100 8,250 7,100 7,000 2,900 5,000 1,900 8,900 8,100
6 7,500 8,100 6,900 7,200 8,500 2,900 4,200 1,900 7,500 8,100
8 5,500 8,200 5,150 7,300 4,400 2,850 3,140 1,900 5,500 8,200
10 4,500 8,200 4,100 7,250 3,500 2,850 2,500 1,900 4,500 8,200
12 3,700 8,160 3,450 7,250 2,900 2,850 2,100 1,900 3,700 8,160
“17
Depth Of // e ap ae ap ae ap ae ap ae
cut = - 0.04D | 0.6D 0.03D | 0.5D 0.02D | 0.5D 1.5D | 0.2D
0.04D | 0.6D

Work Material

P K H
Gl | G2 | G3 | G5 [G14(G15|G16|G17

[ ]
[ ]
o

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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RS10014 " -2a0041N
RS10015"-24005TN

*Torus End - Corner Radius End Mill for Hard Material
+4 [/ 5-Flute / Uneven-Straight Flute B

ND

CEL
" —
OAL
‘ CED Tolerance
R +/-0.02
23 | 0~0.014
3%6 | 0~-0.018
6~10 | 0~-0.02 Shank
10~12 | 0~-0.025 h5
(unit : mm)
Code No. CED R CEL NL ND SD OAL Flute
RS10014%-24004TN 2 0.5 0.8 6 1.8 6 60 4
3 0.75 1.3 9 2.7 6 60
4 1 1.6 12 3.6 6 70
5 1.2 2 15 4.5 8 80
RS10015*-24005TN 6 1.5 2.5 18 5.4 6 90 5
8 2 3.5 24 7.2 8 100
10 2 5 30 9 10 100
12 3 5 36 11 12 110

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Alloyed Steel Hardened Steel Hardened Steel Hardened Steel Gray Cast Iron
Material 25~35HRC 35~45HRC 45~55HRC 55~65HRC Malleable cast iron
condiion| Speed | 54 | speed | 729 | speed | Fe%d | spood | reed | spect | reed
CED (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) | (mm/min) | (min™) | (mm/min)
2 24,000 6,200 20,000 5,200 17,500 2,200 13,000 1,500 24,000 6,200
3 16,300 8,200 14,600 6,460 11,500 2,700 8,700 1,890 16,300 8,200
4 12,300 8,500 11,000 6,555 8,700 2,800 6,500 1,900 12,300 8,500
5 10,000 8,700 8,900 6,745 7,000 2,900 5,300 1,900 10,000 8,700
6 8,400 8,800 7,500 6,840 6,000 2,900 4,400 1,950 8,400 8,800
8 6,200 8,700 5,600 6,935 4,400 2,850 3,300 1,950 6,200 8,700
10 4,900 8,700 4,500 6,888 3,600 2,850 2,600 1,900 4,900 8,700
12 4,100 8,700 3,700 6,888 2,900 2,850 2,200 1,900 4,100 8,700
“17
Depth Of // e ap ae ap ae ap ae ap ae
cut = - 0.04D | 0.6D 0.03D | 0.5D 0.02D | 0.5D 1.5D | 0.2D
0.04D | 0.6D

Work Material

P K H
Gl | G2 | G3 | G5 [G14(G15|G16|G17

[ ]
[ ]
o

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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OV10012"-8a354Tn

+Oval Ball Nose - 4-Flute x 2D Stub Flute
+Uneven Flute / Helix 35°

1E

Serfes-

AT OE

N\

CED Tolerance
R +/-0.02
610 | 0~-0.02
10~18 | 0~-0.025 Shank
1820 | 0003 | \\[[h5§)
(unit : mm)
Code No. CED R1 R2 CEL SD OAL Flute
6 R8.16x0.42 | R0.61x0.58 12 6 100
8 R9.64x0.61 | R0.95x0.89 16 8 100
10 R15.17x0.64 | R0.9x0.86 20 10 100
0V10012*-84354TN 4
12 R13.0x1.0 R1.63x1.5 24 12 100
16 R16.51x1.38 | R2.31x2.12 32 16 150
20 R25.87x1.45 | R2.17x2.05 40 20 150

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling
Work
Material
Cutting
Condition
CED
6 6,900 1,000 5,580 680 4,800 475 6,900 1,000
8 5,175 1,020 4,180 700 3,600 490 5,175 1,020
10 4,140 1,050 3,350 720 2,900 505 4,140 1,050
12 3,450 1,100 2,790 750 2,400 525 3,450 1,100
16 2,600 1,050 2,090 720 1,800 505 2,600 1,050
20 2,070 1,050 1,670 700 1,420 490 2,070 1050
DC.
Depth of ap : 0.1D ap: 1D ap : 0.5D ap : 0.1D
cut
Aa
Work Material

Gl | G2 [ G3 | G5 |G14(G15|G16

([ ] ([ ] [ ] (0} ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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OV200I2"-sa35aTN

+Oval Ball Nose - 4-Flute x 2D Stub Flute
+Uneven Flute / Helix 35°
IE

Serfes-

2HTO

W
&%
N\

CED | Tolerance
R +/-0.02 Shank

1216 | 0~0025 | \N\[[h5§]

(unit : mm)
Code No. CED R1 R2 CEL SD OAL Flute
R4.15x2.29 | R21.71x9.71 24 12 100
12 R3.69x2.51 | R48.97x15.49 30 12 100
0V20012*-84354TN R3.47x2.63 | R88.11x21.37 36 12 100 4
R4.9x3.35 R65.3x20.65 40 16 150
o R4.63x3.51 |R117.48x28.49 48 16 150

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling
Work
Material
Cutting
Condition
CED
6 6,800 902 5,414 645 4,800 465 6,900 1,000
8 5,100 903 4,061 650 3,600 480 5,175 1,020
10 4,080 904 3,248 660 2,900 495 4,140 1,050
12 3,400 935 2,707 655 2,400 515 3,450 1,100
16 2,550 935 2,030 655 1,800 495 2,600 1,050
20 2,040 930 1,624 650 1,420 480 2,070 1050
DC
Depth of A an - . . .
cut p:0.1D ap:1D ap :0.5D ap:0.1D
Work Material

Gl | G2 [ G3 | G5 |G14(G15|G16

([ ] ([ ] [ ] (0} ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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KE100NIE4 -11304TN

+Carbide Keyway End Mill - 4-Flute x 2.5D / Sharp Edge
+Uneven Flute / Variable Helix 30° /33°

ar az

@ N O e — S

as a. <

22O
utes °/ 33°

|

|

|

|

|
B

OAL

CED Tolerance
3%6 | 0~-0.018
6~10 | 0~-0.02 Shank
10~12 | 0~-0.025 h5
(unit : mm)
Code No CED g CEL sD OAL Flute

: Tolerance
+0.025

3 8 4 50
+0.005
+0.025

4 10 4 50
+0.005
+0.025

5 13 6 50
+0.005
+0.025

6 15 6 50
+0.005
+0.025

7 18 8 60
+ +0.005

KE100ONIE4™-11304TN 4

+0.025

8 20 8 60
+0.005
+0.025

9 23 10 75
+0.005
+0.025

10 25 10 75
+0.005
+0.025

11 28 12 75
+0.005
+0.025

12 30 12 75
+0.005

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling
Work Material
Cutting
Condition
CED
3 3,400 85 2,100 35 4,000 180
4 2,550 85 1,600 35 3,000 185
5 2,050 88 1,280 38 2,420 185
6 1,700 88 1,060 38 2,000 185
7 1,450 90 910 40 1,730 190
8 1,270 90 800 40 1,500 190
9 1,130 90 710 40 1,345 188
10 1,020 88 640 38 1,210 188
11 925 88 580 38 1,100 185
12 850 85 530 35 1,010 185
ap ae ap ae ap ae
Depth of cut 05D | 1D 05D | 1D 15D | 1D
Work Material

Gl | G2 [ G3 | G5 |G14(G15|G16

([ ] ([ ] [ ] (0} ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

s wn

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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DT100"-81302Tn

+Dental Ball Nose - 2-Flute / 4mm Shank
+Helix 30°

®
Q ND A
e 1)

CED | Tolerance Shank
R w00 | KN[h5f]
(unit : mm)
Code No. R CEL NL ND SD OAL Flute
0.3R 0.5 6 0.55 4 50
DT100*-81302TN 0.5R 0.8 12 0.95 4 50 2
1R 1.6 16 1.95 4 50

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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General Milling

Work Titanium Cobalt Chromium
Material (Co-Cr) alloys
Cutting
Condition Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min)
CED
0.3R 29,000 280 29,000 280 29,000 280
0.5R 29,000 550 29,000 550 29,000 550
1R 18,000 680 18,000 680 18,000 680
(Small Desk Top Machine) | (Small Desk Top Machine) | (Small Desk Top Machine)
4
Z
Depth of A ar e ar e
cut 0.05D | 0.2D 0.05D | 0.2D
ap ae
0.05D | 0.2D
Work Material
- - Roughpg Finishin
68 |G11|G12|G13 e il
Cjle|e e 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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QLI L L L
DT100 " -113021n

+Dental Square - 2-Flute / 4mm Shank
+Helix 30°

BE7OR
e @
Tol

CED | Tolerance Shank

052 | 002 | N\\[[hs§]

(unit : mm)
Code No. CED CEL NL ND SD OAL Flute
0.5 0.7 4 0.45 4 50
+ 1 1.5 12 0.95 4 50
DT100™-11302TN 2
1.5 2.3 16 1.45 4 50
2 2 20 1.95 4 50

X Customized sizes, coating types, and inch-based dimensions are available upon request.

340 http://www.citytools.com.tw

LASSSSSSSS S )/



Side Milling

LI

Work Material Titanium Cobalt Chromium (Co-Cr) alloys

Cutting Condition Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min)

CED

0.5 22,000 140 20,000 125

1 11,400 170 10,300 150

1.5 9,900 220 9,000 200

2 7,600 225 7,300 220

(Small Desk Top Machine)

(Small Desk Top Machine)

Depth of cut

0.1D | 0.3D
Work Material
S Roughpg Finishing
G11|G12|G13 e exmtll
o (o | o 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN
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QLI L L L
DT100"-21304TN

+Dental Corner Radius - 4-Flute / 4mm Shank
+Helix 30°

N\

G 0)

CED | Tolerance Shank

1~ | o001 | \N[[5§)

(unit : mm)
Code No. CED R CEL NL ND SD OAL Flute
1 0.2R 1 12 0.95 4 50
DT100%-21304TN 1.5 0.2R 15 16 1.45 4 50 4
2 0.2R 2 20 1.95 4 50

X Customized sizes, coating types, and inch-based dimensions are available upon request.

342 http://www.citytools.com.tw

LASSSSSSSS S )/



LI

Side Milling

Work Material Titanium Cobalt Chromium (Co-Cr) alloys

Cutting Condition Speed Feed Speed Feed
(min™") (mm/min) (min™) (mm/min)

CED

1 12,000 310 10,800 280

1.5 10,500 410 9,450 370

2 8,000 425 7,600 400

(Small Desk Top Machine) (Small Desk Top Machine)

ap ar ae ap ae
Depth of cut 0.1D | 0.3D 0.1D | 0.3D
ade
Work Material
S ROugh ing F-‘“\g\‘\\“g
G11|G12|G13 . 4‘--
e | o |60 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

ihwnwN

http://www.citytools.com.tw 343

LTSS S S S S ) ) ) ) ) ) ) )



QLI L L L
DT100 -a13027n

+ Dental Drill Bits - 2-Flute / 3mm Shank
+Helix 30° / Drill Point 140°

:
; HRC
®
ND
e — T
- OAL !

CED | Tolerance Shank

053 | 0~001 | \\[[h5§]

(unit : mm)
Code No. CED CEL NL ND SD OAL Flute
0.5 5 6 0.5 3 38
1 6 7 1 3 38
DT100%-41302TN - ° - Lo 3 i 2
2 12 14 2 3 50
2.5 14 17 2.5 3 50
3 16 20 3 3 50

¥ Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Material Titanium Cobalt Chromium (Co-Cr) alloys

Cutting Condition Speed Feed Speed Feed
CED (min™) (mm/min) (min™") (mm/min)

0.5 8,000 0.01 7,900 0.009

1 4,800 0.021 4,560 0.019

1.1 4,300 0.023 4,085 0.022

1.2 4,000 0.025 3,800 0.023

1.3 3,700 0.027 3,500 0.025

14 3,400 0.029 3,230 0.027

1.5 3,200 0.031 3,040 0.029

1.6 3,000 0.033 2,850 0.031

1.7 2,800 0.036 2,660 0.033

1.8 2,700 0.037 2,500 0.035

1.9 2,500 0.04 2,300 0.038

2 2,400 0.042 2,280 0.039

2.5 1,900 0.053 1,800 0.049

3 1,600 0.063 1,520 0.058

a%%m ap ae = -
Depth of cut “|Jjf 91D | 03D 0.1D | 0.3D
T8
Work Material
- Rougp; Finishin®
G11|G12|G13 -ﬁ; A‘--m
bl 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CR100" 51004
CR100 51006

+Carbide Reamer - 4 / 6-Flute
+Straight Cut

L

QT

=t
a CEL CED (H6) | Tolerance | SD (h6) | Tolerance
° N o ‘ 396 | 0~+0008 | 36 | 0~+0.008
' 6~10 | 0~+0.009 | 6~10 | 0~+0.009 Shank
10712 | 00011 | 10712 | 0~+0.011 m
(unit : mm)
Code No. CED CEL NL ND SD OAL Flute
3 15 35 2.8 3 61
CR100*-51004 3.5 18 43 3.3 4 70 4
4 19 43 3.8 4 75
4.5 21 47 4.3 5 80
5 23 52 4.8 5 86
5.5 26 57 53 6 93
6 26 57 5.8 6 93
6.5 28 63 6.3 8 101
7 31 69 6.8 8 109
7.5 31 69 7.3 8 109
+ 8 33 75 7.7 8 117
CR100™-51006 6
8.5 33 75 8.2 10 117
9 36 81 8.7 10 125
9.5 36 81 9.2 10 125
10 38 87 9.7 10 133
10.5 38 87 10.2 12 133
11 41 96 10.7 12 142
11.5 41 96 11.2 12 142
12 44 105 11.6 12 151

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

WOrI.< Alloyed Steel Hardened Steel Cast Iron Aluminium Alloy
Material 25~35HRC 35~45HRC
Cutting Speed Feed Rate | Speed | FeedRate | Speed | FeedRate | Speed Feed
Condition (min™") (mm/min) (min™") (mm/min) (min™) (mm/min) (min™") (mm/min)
CED Vc : 8716 m/min Vc : 8716 m/min Vc : 8716 m/min Vc : 8716 m/min
3 1,270 30 765 18 1,700 40 2,210 52
4 955 30 590 18 1,275 40 1,660 52
5 795 42 490 26 1,000 59 1,400 78
6 660 44 410 27 890 59 1,160 78
7 590 46 365 28 790 62 1,030 81
8 520 46 320 28 700 62 910 81
9 480 47 290 29 625 65 825 85
10 430 47 265 29 560 64 740 84
11 395 50 250 30 505 64 675 84
12 360 50 230 30 460 64 620 83

Work Material

P K| N H
Gl | G2 |G3|G5|G6|G7|Gl4|G15

([ ] [ ] [ ] ([ ] [ ] (o] ([ ] (o)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CR200IE4 51074
CR200IE3"-51076

+Carbide Reamer - 4 / 6-Flute / Spiral Flute
+Uneven Flute / Variable Helix 7° /9°

s

4 $ Serfes
2 /., _l—-__'r: | ‘ """""""""""""""""
arfa:#¥as#as V/ @
z z 7/9°
ND
f—f—— s
Q CEL CED (H6) | Tolerance | SD (h6) | Tolerance
° N — 396 | 0~+0008 | 36 | 0~+0.008
: 6~10 | 0~+0.009 | 6~10 | 0~+0.009 Shank
1072 | 0~+0.011 | 10~12 | 0~+0.011 m
(unit : mm)
Code No. CED CEL NL ND SD OAL Flute
3 15 35 2.8 3 61
CR200IE4*-51074 3.5 18 43 33 4 70 4
4 19 43 3.8 4 75
4.5 21 47 4.3 5 80
5 23 52 4.8 5 86
5.5 26 57 53 6 93
6 26 57 5.8 6 93
6.5 28 63 6.3 8 101
7 31 69 6.8 8 109
7.5 31 69 7.3 8 109
+ 8 33 75 7.7 8 117
CR200IE37-51076 6
8.5 33 75 8.2 10 117
9 36 81 8.7 10 125
9.5 36 81 9.2 10 125
10 38 87 9.7 10 133
10.5 38 87 10.2 12 133
11 41 96 10.7 12 142
11.5 41 96 11.2 12 142
12 44 105 11.6 12 151

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

WOrI.< Alloyed Steel Hardened Steel Cast Iron Aluminium Alloy
Material 25~35HRC 35~45HRC
Cutting Speed Feed Rate | Speed | FeedRate | Speed | FeedRate | Speed Feed
Condition (min™") (mm/min) (min™") (mm/min) (min™) (mm/min) (min™") (mm/min)
CED Vc : 8716 m/min Vc : 8716 m/min Vc : 8716 m/min Vc : 8716 m/min
3 1,270 30 765 18 1,700 40 2,210 52
4 955 30 590 18 1,275 40 1,660 52
5 795 42 490 26 1,000 59 1,400 78
6 660 44 410 27 890 59 1,160 78
7 590 46 365 28 790 62 1,030 81
8 520 46 320 28 700 62 910 81
9 480 47 290 29 625 65 825 85
10 430 47 265 29 560 64 740 84
11 395 50 250 30 505 64 675 84
12 360 50 230 30 460 64 620 83

Work Material

P K| N H
Gl | G2 |G3|G5|G6|G7|Gl4|G15

([ ] [ ] [ ] ([ ] [ ] (o] ([ ] (o)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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WL L

CR300IE3"-51553

+Carbide Reamer - 3-Flute / Spiral Flute
+Uneven Flute / Variable Helix 55° /56° /57°

ar az Serfes-
m ¥ T LR L L
| Epo
as
ar#a:#as z

ND
Fmv——— ———F1»
a CEL ‘

' CED (H6) | Tolerance SD (h6) | Tolerance Shank

35 | 040008 | 35 | 00008 | N\\|[h5 ]

(unit : mm)

Code No. CED CEL NL ND SD OAL Flute
3 15 35 2.8 3 61
3.5 18 43 3.3 4 70
CR3001E3*-51553 4 19 43 3.8 4 75 3

4.5 21 47 4.3 5 80
5 23 52 4.8 5 86

¥ Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Mvavt:rl"i(al Cast Iron Stainless Steel

Cutting Speed Feed Rate Speed Feed
Condition (min™") (mm/min) (min™) (mm/min)

CED Vc : 12~20 m/min Vc : 5715 m/min

3 1,330 24 800 15 1,830 32 630 10

4 1,000 24 620 15 1,370 32 480 10

5 835 25 515 16 1,080 33 420 11

Work Material

Gl | G2 | G3 | G4 | G5 |G14|G15

([ ] ([ ] [ ] [ ] ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

s wn
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CR300IE4 51554
CR300IE3"-51556

+Carbide Reamer - 4 / 6-Flute / Spiral Flute

+Uneven Flute / Variable Helix 55° /58°

\_H“J\,n.n.n\.iq,_

arfa:¥as#as

ND

s

55°/58°

Fm% — 35
@ CEL " CED (H6) | Tolerance | SD (h6) | Tolerance
o 3%6 | 0~+0008 | 3“6 | 0~+0.008
: 6~10 | 0~+0.009 | 6~10 | 0~+0.009 Shank
10~12 | 040011 | 10712 | 0~+0.011 m
(unit : mm)
Code No. CED CEL NL ND SD OAL Flute
3 15 35 2.8 3 61
CR300IE4*-51554 3.5 18 43 3.3 4 70 4
4 19 43 3.8 4 75
4.5 21 47 4.3 5 80
5 23 52 4.8 5 86
5.5 26 57 5.3 6 93
6 26 57 5.8 6 93
6.5 28 63 6.3 8 101
7 31 69 6.8 8 109
7.5 31 69 7.3 8 109
+ 8 33 75 7.7 8 117
CR300IE37-51556 6
8.5 33 75 8.2 10 117
9 36 81 8.7 10 125
9.5 36 81 9.2 10 125
10 38 87 9.7 10 133
10.5 38 87 10.2 12 133
11 41 96 10.7 12 142
11.5 41 96 11.2 12 142
12 44 105 11.6 12 151

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

WOrI.< Alloyed Steel Hardened Steel Cast Iron Stainless Steel
Material 25~35HRC 35~45HRC
Cutting Speed FeedRate | Speed | FeedRate | Speed | FeedRate | Speed Feed
Condition (min™) (mm/min) (min~) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED Vc : 10~35 m/min Vc : 10720 m/min Vc : 12~20 m/min Vc : 5715 m/min
3 1,330 30 800 18 1,830 40 630 12
4 1,000 30 620 18 1,370 40 480 12
5 835 42 515 26 1,080 59 420 21
6 695 44 430 27 960 59 350 21
7 620 46 380 28 850 62 320 21
8 545 46 335 28 750 62 290 22
9 505 47 305 29 680 65 260 22
10 450 47 280 29 610 64 230 22
11 425 50 260 30 560 64 230 24
12 390 50 240 30 510 64 210 24

Work Material

P M| K H
Gl | G2 |G3 | G4 |G5|G14|G15

([ ] ([ ] [ ] [ ] ([ ] [ ] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

ihwnwN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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CK100I

+Carbide T-Slot Cutter
+*Uneven Flute

CED Tolerance
4~6 | 0~-0.018
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank
18430 | 0~003 | \\[[h5§]
(unit : mm)
Code No. CED CEL NL ND SD OAL Flute
0.5
1
4 35 2.5 4 50 4
1.5
2
0.5
1
5 4 2.5 6 50 4
1.5
2
0.5
CK100iI 1
6 6 3 6 50 4
1.5
2
1
8 1.5 4 4 8 60 6
2
1
10 1.5 6 5 10 75 6
2
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Code No. CED CEL NL ND SD OAL Flute

[ERY

12

[uny
(9]
~
()}

12 75 6

N .

[uny

=
]

16

N

10 6 12 100 8

N
n

w

o
wn

[uny

=
"

N

N
n

20 14 610 12 100 10

CK1o0l

N | R, |00 IN|]O | U | W

N
wn

25 16 12 16 100 12

30 16 15 16 100 12

0 |IN| OO |V | AW IN|IRP|IO|IN|O|lUO || W

¥ Customized sizes, coating types, and inch-based dimensions are available upon request.
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Recommended Cutting Condition

Side Milling

M‘;Vtc;rrli(al A!gxg?:;iel Ha;dsi;\ga;::eel Cast Iron Aluminium Alloy
Cutting Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
Condition (min~") (mm/min) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min)

CED Vc : 12~21 m/min Vc : 8715 m/min Vc : 1016 m/min Vc : 15730 m/min

4 1,600 107 1,115 68 1,275 75 2,230 160

5 1,300 108 890 69 1,020 75 1,785 160

6 1,060 109 745 70 850 76 1,490 162

8 800 120 560 80 640 85 1,115 175

10 640 120 445 80 510 85 895 175

12 530 120 370 80 425 85 745 175

16 400 130 280 90 320 95 560 195

20 320 140 225 100 255 105 445 215

25 255 150 180 110 205 115 360 225

30 215 150 150 110 170 115 300 225

Work Material

P MI|N H
Gl | G2 | G3 | G4 | G6 [G14|G15

([ ] ([ ] (] ([ ] ([ ] L] (@)

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

i & WN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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NOTES
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Premium High Speed Steel

Delivering exceptional toughness, wear
resistance, and process stability. Its unequal
flute spacing and variable helix angle design
effectively minimize chatter, optimize chip
clearance, and reduce cycle times—extending
tool life and enhancing overall productivity for
reliable machining performance.




L

. HSS High Speed Steel Series

Appearance Code No Description Size Pg
Roughing
HSA0DIE®-1130aTN e a0 33 PE925 360
HSa00IE 11305 TN e e a0e/33 96925 362
HS400Nt-11304TN ;'::;zq;;agr:/' :eFI'I:‘(t:O/ Roughing / @8~@14 364
HS100E*-11302TN c:;;slﬂzagzlgxzég‘f‘/t;?’f"d Mill / @6~@20 366
HSI00IE - 1130aTN e Heli s0/33 96920 368
HDR300%-41302TN :leif;‘gft/'ﬁg;:if”te/ ©0.2~@20 370
HDR100%-40902TN ;':f'é’::;i :'i'r":'”“te/ V90 @4~@20 376
< ' HPDR100*-90120TN 2:5 'cs‘hpa(’;f[;i::‘:'numl VI20°/90° ) gangrag 378
Chamfering
G:l HCF100*-a0903TN  115S-Chamfer Mill -3-Flute /V 907/ g o5 380
45° Chamfering
G oSS S0 V50 gy

http://www.citytools.com.tw 359

LTSS S S S S ) ) ) ) ) ) ) )



A,

HS400IE"-11304TN

+HSS | Square - 4-Flute / Roughing
+Uneven Flute / Variable Helix 30° /33°

CED Toleranc
6~10 | 0~-0.02
10~18 | 0~-0.025 Shank
1825 | 0003 | N\[[h6J]

(unit : mm)
Code No. CED C CEL sD OAL Flute
6 0.3C 20 6 .
7 0.3C 20 0 20
8 0.3C 25 10 -
9 0.45C 30 i 25
10 0.5C 35 10 "
HS400IE*-11304TN - 0-3¢ 40 12 100 .
14 0.5C 40 12 100
16 L 50 16 110
18 1 50 16 110
20 LC 60 20 125
22 1 45 20 110
2 e 50 25 120

X Customized sizes, coating types, and inch-based dimensions are available upon request.

360 http://www.citytools.com.tw

L LSS/



L

Side Milling
. Mild Steel Alloyed Steel .
Work Material Carbon Steel ~30HRC Stainless Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
6 2,400 185 1,920 130 1,500 95
7 2,080 185 1,600 130 1,300 95
8 1,800 185 1,440 130 1,000 95
9 1,600 190 1,280 130 960 95
10 1,400 205 1,120 145 900 105
12 1,200 215 960 150 860 110
14 1,020 230 820 160 680 115
16 900 255 725 180 600 130
18 800 265 640 185 550 130
20 720 265 590 185 460 130
22 650 250 520 175 390 125
25 550 220 440 155 330 110
I ap ae
ap ap ae ap e
Depth of cut %ﬂn 1.5D | 0.5D 1.5D | 0.3D 1.5D | 0.2D
ae
Work Material
P K Rougp; mg cinishing
Gl | G2 | G5
e |o| O 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A,

HS400IE"-11305Tn

+HSS | Square - 5-Flute / Roughing
+Uneven Flute / Variable Helix 30° /33°

CED Toleranc
8~10 | 0~-0.02
10~18 | 0~-0.025 Shank
1825 | 0003 | N\[[h6J]

(unit : mm)
Code No. CED C CEL SD OAL Flute

8 0.3C 25 10 75

10 0.5C 35 10 85

12 0.5C 40 12 100

HS400I1E*-11305TN 16 1C 50 16 110 5

18 1C 50 16 110
20 1C 60 20 125
25 1C 50 25 120

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

. Mild Steel Alloyed Steel .
Work Material Carbon Steel ~30HRC Stainless Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
8 1,800 185 1,440 130 1,000 85
10 1,400 205 1,120 144 900 100
12 1,200 215 960 151 860 110
16 900 255 725 179 600 128
18 800 265 640 186 550 130
20 720 265 590 186 460 130
25 550 220 440 154 330 110
T ap de
ap ap de ap ae
Depth of cut %M 1.5D | 0.5D 1.5D | 0.3D 1.5D | 0.2D
ae
Work Material
P K . Rougp; mg cinishing
Gl | G2 | G5
e | O| O 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A,

HS400N "-11304Tn

+HSS | Square - 4-Flute / Roughing / Sharp Edge
+Helix 30°

@D
‘]8

CED olerance

8~10 | 0~-0.02 Shank

10014 | 00025 | N[ h6F]

(unit : mm)
Code No. CED CEL SD OAL Flute
8 22 10 65
10 28 12 75
HS400N*-11304TN - - 2 % 4
12 35 12 80
12.5 36 16 90
14 42 16 90
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X Customized sizes, coating types, and inch-based dimensions are available upon request.



L

Side Milling

. Mild Steel Alloyed Steel .
Work Material Carbon Steel ~30HRC Stainless Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
8 1,800 185 1,440 130 1,200 95
10 1,450 190 1,200 130 960 95
11 1,300 205 1,120 145 900 105
12 1,200 215 960 150 860 110
12.5 1,160 215 940 150 850 110
14 1,020 230 820 160 750 115
J ae
ap ae ap ae
Depth of cut %ﬂn 1.5D | 0.5D 1.5D | 0.3D 1.5D | 0.2D
Work Material
P K . Rougp; mg cinishing
Gl | G2 | G5
e | O| O 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

For dry cutting, please use air blow for chip removal and cooling.

If vibrations occur during cutting process, adjust and reduce the cutting speed.

u s wN
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HS100E"-11302Tn

+HSS | Square - 2-Flute End Mill
+Variable Helix 30° /33°

an
18420 | 0003 | N\[[h6J]

(unit : mm)
Code No. CED CEL SD OAL Flute
6 15 8 65
7 20 10 75
8 20 10 75
9 25 10 80
HS100E*-11302TN - 2 10 % 2
12 30 12 90
14 35 12 95
16 40 16 105
18 40 16 105
20 45 20 115

X Customized sizes, coating types, and inch-based dimensions are available upon request.

366 http://www.citytools.com.tw

R N L L LSS/,



L

Side Milling

. Mild Steel Alloyed Steel .
Work Material Carbon Steel ~30HRC Stainless Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
6 2,160 150 1,720 105 1,350 75
7 1,870 150 1,440 105 1,170 75
8 1,620 150 1,300 105 900 75
9 1,440 155 1,150 105 860 75
10 1,260 165 1,000 115 810 80
12 1,080 170 860 120 770 85
14 920 180 740 130 610 90
16 815 190 650 140 540 100
18 725 200 670 150 495 105
20 650 200 530 150 410 105
ap de
ap ap ae ap ae
Depth of cut %M 1.0 | 05D 1.5D | 0.3D 1.5D | 0.2D
ae
Work Material
P Roughing Finishin®
Gl|G2|Gs — A‘--
[ (0] (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A,

HS100IE"-11304TN

+HSS | Square - 4-Flute End Mill
+Uneven Flute / Variable Helix 30° /33°

an
1825 | 0003 | N\[[h6J]

(unit : mm)
Code No. CED CEL SD OAL Flute
6 15 8 65
7 20 10 75
8 20 10 75
9 25 10 80
HS1001E*-11304TN - 2 10 % 4
12 30 12 90
14 35 12 95
16 40 16 105
18 40 16 105
20 45 20 115

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

. Mild Steel Alloyed Steel .
Work Material Carbon Steel ~30HRC Stainless Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
6 2,160 165 1,700 120 1,350 85
7 1,870 165 1,440 120 1,170 85
8 1,620 165 1,300 120 900 85
9 1,440 170 1,150 120 860 85
10 1,260 185 1,000 129 810 90
12 1,080 195 860 135 770 100
14 920 210 740 145 610 104
16 815 230 650 160 540 115
18 725 240 570 165 500 119
20 650 240 530 165 415 119
T ap de
ap ap ae ap ae
Depth of cut %M 1.0 | 05D 1.5D | 0.3D 1.5D | 0.2D
ae
Work Material
P Roughing Finishine .
61|62 |65 — el
[ (0] (o] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A,

HDR300 "-41302TN

+HSS | Twist Drill - 2-Flute
+Helix 30° / 118° Tip

(unit : mm)
Code No. CED CEL SD OAL Flute
0.2 3 0.2 19
0.3 35 0.3 20
0.4 5.5 0.4 24
0.5 7.5 0.5 27
0.6 8.5 0.6 30
0.7 10 0.7 32
0.8 11 0.8 34
0.9 13 0.9 36
HDR300*-41302TN ' 1 - 0 2
1.1 20 1.1 42
1.2 20 1.2 42
13 22 13 45
1.4 23 1.4 48
1.5 23 1.5 48
1.6 25 1.6 50
1.7 25 1.7 50
1.8 28 1.8 52
1.9 28 1.9 52
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Code No. CED CEL SD OAL Flute

2 29 2 55
2.1 29 2.1 55
2.2 33 2.2 58
2.3 33 2.3 58
2.4 35 2.4 61
2.5 35 2.5 61
2.6 37 2.6 64
2.7 37 2.7 64
2.8 39 2.8 67
2.9 42 2.9 71

3 42 3 71
3.1 42 3.1 71
3.2 42 3.2 71
3.3 45 3.3 73
3.4 45 3.4 73
3.5 48 3.5 73
3.6 48 3.6 76

HDR300%-41302TN >7 * 37 ’° 2

3.8 51 3.8 76
3.9 51 3.9 79

4 54 4 83
4.1 54 4.1 83
4.2 54 4.2 83
4.3 54 4.3 83
4.4 56 4.4 86
4.5 56 4.5 86
4.6 56 4.6 86
4.7 59 4.7 89
4.8 59 4.8 89
4.9 62 4.9 92

5 62 5 92
5.1 62 5.1 92
5.2 64 5.2 95
5.3 64 5.3 95
5.4 64 5.4 95
5.5 64 5.5 95
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Code No. CED CEL SD OAL Flute
5.6 67 5.6 98
5.7 67 5.7 98
5.8 67 5.8 98
5.9 67 5.9 98

6 70 6 102
6.1 70 6.1 102
6.2 70 6.2 102
6.3 70 6.3 102
6.4 73 6.4 105
6.5 73 6.5 105
6.6 73 6.6 105
6.7 73 6.7 105
6.8 73 6.8 105
6.9 73 6.9 105

7 73 7 105
7.1 75 7.1 108

HDR300*-41302TN 2 > 72 108 2
7.3 75 7.3 108
7.4 78 7.4 111
7.5 78 7.5 111
7.6 78 7.6 114
7.7 81 7.7 114
7.8 81 7.8 114
7.9 81 7.9 114

8 81 8 114
8.1 84 8.1 117
8.2 84 8.2 117
8.3 84 8.3 117
8.4 87 8.4 121
8.5 87 8.5 121
8.6 87 8.6 121
8.7 87 8.7 121
8.8 89 8.8 124
8.9 89 8.9 124
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Code No. CED CEL SD OAL Flute

9 89 9 124
9.1 89 9.1 124
9.2 92 9.2 127
9.3 92 9.3 127
9.4 92 9.4 127
9.5 92 9.5 127
9.6 95 9.6 130
9.7 95 9.7 130
9.8 95 9.8 130
9.9 95 9.9 130
10 95 10 130
10.1 98 10.1 133
10.2 98 10.2 133
10.3 98 10.3 133
10.4 98 10.4 133
10.5 100 10.5 137
10.6 100 10.6 137

HDR300"-41302TN 107 100 107 7 2

10.8 103 10.8 140
10.9 103 10.9 140
11 103 11 140
11.1 106 11.1 140
11.2 106 11.2 143
11.3 106 11.3 143
11.4 106 11.4 143
11.5 106 11.5 143
11.6 109 11.6 143
11.7 109 11.7 146
11.8 109 11.8 146
11.9 109 11.9 146
12 111 12 146
12.1 111 12.1 149
12.2 111 12.2 149
12.3 111 12.3 149
12.4 114 12.4 149
12.5 114 12.5 152
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Code No. CED CEL SD OAL Flute
12.6 114 12.6 152
12.7 114 12.7 152
12.8 114 12.8 152
12.9 114 12.9 152
13 114 13 152
13.5 108 13.5 160
14 108 14 160
14.5 114 14.5 169
15 114 15 169
HDR300%-41302TN 15.5 120 15.5 178 2
16 120 16 178
16.5 125 16.5 184
17 125 17 184
17.5 130 17.5 191
18 130 18 191
18.5 135 18.5 18
19 135 19 198
19.5 140 19.5 205
20 140 20 205

X Customized sizes, coating types, and inch-based dimensions are available upon request.

Work Material

Gl | G2 | G3 | G5

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

LU S

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Side Milling
Work Materia Carbon Steel "2 20RRC Malleable east ron
Cutting
Condition Speed Feed Speed Feed Speed Feed
CED (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
0.2 23,000 0.002~0.004 18,400 0.002~0.003 23,000 0.002~0.004
0.6 8,000 0.006~0.013 6,400 0.005~0.01 8,000 0.006~0.013
1 4,800 0.01~0.02 3,800 0.009~0.17 4,800 0.01~0.02
2 2,900 0.02~0.04 2,300 0.017~0.34 2,900 0.02~0.04
3 2,100 0.036~0.07 1,700 0.03~0.06 2,100 0.036~0.07
4 1,590 0.04~0.08 1,270 0.04~0.08 1,590 0.04~0.08
5 1,300 0.05~0.1 1,000 0.05~0.09 1,300 0.05~0.1
6 1,060 0.06~0.12 835 0.05~0.11 1,060 0.06~0.12
7 910 0.07~0.14 720 0.06~0.12 910 0.07~0.14
8 800 0.08~0.15 640 0.06~0.13 800 0.08~0.15
9 710 0.08~0.17 570 0.07~0.14 710 0.08~0.17
10 640 0.09~0.17 510 0.07~0.15 640 0.09~0.17
11 580 0.09~0.18 465 0.08~0.16 580 0.09~0.18
12 530 0.09~0.19 420 0.08~0.16 530 0.09~0.19
13 490 0.1~0.2 390 0.09~0.17 490 0.1~0.2
14 455 0.11~0.21 365 0.09~0.18 455 0.11~0.21
15 425 0.11~0.22 340 0.09~0.19 425 0.11~0.22
16 400 0.12~0.23 320 0.1~0.2 400 0.12~0.23
17 375 0.12~0.23 300 0.1~0.21 375 0.12~0.23
18 355 0.12~0.24 280 0.11~0.21 355 0.12~0.24
19 355 0.12~0.25 265 0.11~0.22 355 0.12~0.25
20 320 0.13~0.26 250 0.11~0.22 320 0.13~0.26
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A,

HDR100"-209027N

+HSS | Spot Drill - 2-Flute / V 90°
+45° Chamfering

@@’ ffffffffffff )
R—

CEL
CED Tolerance
4~6 | 0~-0.018
6~10 | 0~-0.02
10~16 | 0~-0.025 Shank

a
16420 | 0003 | N[ h6J]

(unit : mm)
Code No. CED CEL D1 SD OAL Flute
4 8 0.4 4 50
5 10 0.5 5 60
6 12 0.6 6 70
HDR100*-40902TN ° 10 08 ’ % 2
10 20 1 10 90
12 24 1.2 12 110
16 32 1.6 16 120
20 40 2 20 120

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Material Mild Steel Carbon Steel Alloyed Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed

CED (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
4 3,100 120 3,100 120 2,790 96
5 2,500 120 2,500 120 2,250 96
6 2,090 110 2,090 110 1,880 88
8 1,600 115 1,600 115 1,440 92
10 1,260 115 1,260 115 1,130 92
12 1,050 115 1,050 115 940 92
16 800 100 795 100 720 80
20 635 95 635 95 600 80

Work Material

P K
Gl | G2 | G5
e|o]|oO

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A,

HPDR100"-s0120TN

+HSS | Spot Drill - 2-Flute / V 120° /90°
+45° Chamfering

b—y

CED Tolerance
4~6 | 0~-0.018
6~10 | 0~-0.02
10~16 | 0~-0.025 Shank

a
16420 | 0003 | N[ h6J]

(unit : mm)
Code No. CED CEL D1 SD OAL Flute
4 8 1.5 4 50
6 12 2. 6 70
8 16 2.5 8 80
HPDR100*-90120TN 10 20 3 10 90 2
12 24 4 12 110
16 32 5 16 120
20 40 6 20 120

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Material Mild Steel Carbon Steel Alloyed Steel
Cutting
Condition Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™") (mm/min) (min™") (mm/min)
CED
4 2,700 115 2,700 115 2,430 90
6 2,100 115 2,100 115 1,900 95
8 1,600 105 1,600 105 1,440 95
10 1,300 110 1,300 110 1,170 90
12 1,130 110 1,130 110 1,010 88
16 800 105 800 105 720 85
20 650 95 650 95 600 76

Work Material

P K
Gl | G2 | G5
e|o]|oO

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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HCF100"-a0903Tn

+HSS | Chamfer Mill - 3-Flute / V 90°
+45° Chamfering

Al =s"- i R | N =
o|o— @ CED Tolerance
6.3~8.3 | 0~-0.02
| ‘ 0~-0.025 Shank

10.4~16.5

7 S | 20525 | 0003 | K[ h6f]
(unit : mm)
Code No. CED D1 SD OAL Flute

6.3 15 5 45

8.3 2 6 50
10.4 2.5 6 50

HCF100*-40903TN 14.4 2.8 8 56 3

16.5 3.2 10 60
20.5 3.5 10 63

25 3.8 10 67

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Material Mild Steel Carbon Steel Alloyed Steel
Cutting Speed Feed Speed Feed Speed Feed
Condition (min™) (mm/min) (min™') (mm/min) (min™) (mm/min)

CED ap: 0.2D ap: 0.2D ap: 0.2D
6.3 1,950 270 1,950 270 1,560 160
8.3 1,500 265 1,500 265 1,200 160
10.4 1,200 265 1,200 265 960 160
144 1,000 265 1,000 265 800 160
16.5 860 320 860 320 680 190
20.5 605 285 605 285 480 170
25 480 225 480 225 380 135

Work Material

P Roughing Finishin® .
Gl1|G2|a5 — A‘--
[ ] o (@] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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A,

HCF100I"-20903Tn

+HSS-Chamfer Mill - 3-Flute / V 90°
+*Uneven Flute / 45° Chamfering

Best Seller

IE

B =) (@) @ ¢

90°
(ol — i e | N a
5|e— :[w CED Tolerance
4.3~5.3 | 0~-0.018
6.3~8.3 | 0~-0.02
AL

O
\/ i 10.4~16.5 | 0~-0.025
20.5~30 | 0~-0.03 Shank

a
3035 | 00039 | \N[[h6§])

(unit : mm)
Code No. CED D1 SD OAL Flute

4.3 1 4 40

5.3 1 4 40

6.3 1.5 5 45

8.3 2 6 50
10.4 2.5 8 50
12.4 2.8 10 56

HCF1001*-40903TN 165 >2 10 ®0 3

20.5 3.5 10 63

25 3.8 10 67

30 4.2 10 70

35 4.5 12 70
12.4 2.8 8 150
16.5 3.2 10 180
20.5 3.5 10 200

X Customized sizes, coating types, and inch-based dimensions are available upon request.
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Side Milling

Work Material Mild Steel Carbon Steel Alloyed Steel
Cutting Speed Feed Speed Feed Speed Feed
Condition (min™) (mm/min) (min™') (mm/min) (min™) (mm/min)

CED ap: 0.2D ap: 0.2D ap: 0.2D
4.3 2,860 255 2,860 255 2,280 150
53 2,340 265 2,340 265 1,870 160
6.3 1,950 270 1,950 270 1,560 160
8.3 1,500 265 1,500 265 1,200 160
104 1,200 265 1,200 265 960 160
12.4 1,000 265 1,000 265 800 160
16.5 860 320 860 320 680 190
20.5 600 285 600 285 480 170
25 480 225 480 225 380 135
30 390 220 390 220 310 130
35 340 200 340 200 270 120

Work Material

P Roughing Finishin® .
Gl1|G2|a5 — A‘--
[ ] o (@] 100 0 100

1. These cutting data are for reference only.Please adjust the cutting speed according to
machine capability and working conditions.

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

u s wN

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Fiber router burrs incorporate reciprocating diamond-fluted geometry, > e i) =

strong negative rake angles and generous fluting to provide the best
cutting action in a wide variety of woven resin bond fiberglass and

composite materials

Different End Face

Drill

End mill 2 Flutes

Cylinder End mill
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FG10010

+2-Flute - End Face

Carvad By !m !

+Helix 10
unit:mm
CED CEL SD OAL
4 16 4 50
6 25 6 75
8 25 8 75
10 25 10 75
o
° unit: inch
oAL ‘ CED CEL SD OAL
1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/4 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3

FG20010

*Square type - Blank End Face

+Helix 10
unit:mm
CED CEL SD OAL
4 16 4 50
6 25 6 75
8 25 8 75
10 25 10 75
unit: inch
oAL ‘ CED CEL SD OAL
1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/4 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3

386 http://www.citytools.com.tw



UL

FG30010 /g

+2-Flute - Drill

+Helix 10
unit:mm
CED CEL SD OAL
4 16 4 50
6 25 6 75
8 25 8 75
10 25 10 75
unit: inch
OAL CED CEL SD OAL
1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/4 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3

FG40030 7 &

+Square type - Burr Face

e

+Helix 10
unit:mm
CED CEL SD OAL
4 16 4 50
6 25 6 75
8 25 8 75
10 25 10 75
2l e —— | R
o[ ] unit: inch
CEL
OAL ‘ CED CEL SD OAL
1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/4 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3
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FG10030
+2-Flute - End Face g

+Helix 30
unit:mm
\"_:
6 e CED CEL SD OAL

4 16 4 50
6 25 6 75
8 25 8 75
10 25 10 75
unit: inch
CED CEL SD OAL
1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/4 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3

FG30030

+2-Flute - Drill Point

+Helix 30
unit:mm
TR RpELELE
9 *"L"'i""* _— CED CEL SD OAL
4 16 4 50
6 25 6 75
8 25 8 75
10 25 10 75
[a}
° unit: inch
OAL CED CEL SD OAL
1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/4 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3
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FG500-1108 &

8Flutas
+8-Flute - End Face
+Helix 10
unit:mm
CED CEL SD OAL
4 16 4 50
5 25 6 75
F) 25 8 75
10 25 10 75
2| | = ____—————'—"]w unit: inch
CEL
OAL CED CEL SD OAL
1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/ 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3

CNC Composite Router Bits

FG600

+2-Flute - Drill Point

+Helix 30 e
unit:mm
CED CEL SD OAL
4 16 4 50
6 25 6 75
8 25 8 75
10 25 10 75
unit: inch
OAL ‘ CED CEL SD OAL
' 1/8 1/2 1/8 1-1/2
3/16 5/8 3/16 2
1/4 1 1/4 3
1/4 1-1/2 1/4 3-1/2
3/8 1 3/8 3
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LI
. Rotary Burrs series

Appearance Code No Description Size Pg
Eimvige—————  Type-A Cylinder / Flat End ©1.5~@25 392
EEEEpm——— Type-B Cylinder / with End Cut ©1.5~@25 394
Em————  Type-C Ball Nose Cylinder ?2~@20 396

#m————— Type-D Spherical Ball 02~@25 398

m————— Type-E Oval shape ?3~@20 400

ailjpm————— Type-F Ball Nose Tree shape ?3~@20 402
“iigm————— Type-G Tree shape - Flat End ?3~@20 404
“im———— Type-H Flame shape ?3~@20 406
—eiim————  Type-L Ball Nose Cone shape @3~@20 408

—im————— Type-M Cone shape - Flat End ?3~@16 410

Em———— Type-N Inverted Cone Shape - Flat End ?3~020 412

Type-O Cylinder Corner Radius End Cut ?3~@P16 412

<@m——— Type-) Countersink deburring - V Shape 60° ?3~@25 414
fm———— Type-K Countersink deburring - V Shape 90° ?3~@20 414
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Rotary Burrs

Coding Principle

Series Number Optional Coating
A-211338-CRT @
v v vy
Type Size Design Coating TiAIn-NANO
Teeth Type

Double Cut Teeth

Single Cut Teeth

SM-Medium SF-Fine

Teeth Type's Colors

e
J ?\, -

iy®
o gy
i /9,
) ‘,F'._’ -

Black Red
Rough Medium Fine
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Type : A
+Cylinder fl'*

CR & (unit : mm)

Product Model

A-156338-CR | 15 | 6 3 | 38 vV

A-211338-CR | 2 11 | 3 | 38 V

g A-2511338CR | 25 11 | 3 | 38  V

A-314338CR | 3 | 14 3 | 38 V

o A-414650-CR | 4 | 14 | 6 | 50 V

2 A-618650-CR = 6 18 | 6 | 50 @V
A-820665-CR | 8 20 | 6 | 65 v
A-1020665-CR | 10 | 20 = 6 | 65 v
A-1225670-CR | 12 | 25 | 6 | 70 v
A-1625670-CR = 16 | 25 6 | 70 v
r— A-2025670-CR | 20 | 25 | 6 | 70 v
A-2525670-CR | 25 | 25 | 6 | 70 v

F/
0
SR & (unit : mm)
= |
Iy 1T

A-314338SR | 3 | 14 3 | 38  V

8 A-618650SR = 6 18 6 | 50 @V
A-820665SR | 8 | 20 | 6 | 65 v
N A-1020665-SR | 10 | 20 @ 6 | 65 v
g A-1225670SR | 12 | 25 6 | 70 v
A-1625670SR = 16 @ 25 @ 6 | 70 v
A-2025670SR | 20 | 25 | 6 | 70 v

o
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UL

FA T

i
CM & (unit : mm) CF (unit : mm)
oo | roduct Model | CED | CEL | SD | OAL ooh9 Brazed
A-156338-CM | 15 6 3 38 |V A-211338CF | 2 | 11 = 3 | 38  V
A-211338-CM 2 | 11 3 | 38 V A-314338CF 3 14 3 | 38 V
A-314338-CM | 3 | 14 3 | 38 |V A-414650CF = 4 | 14 6 | 50 @V
A-414650CM 4 | 14 6 | 50 V A-618650-CF 6 18 6 | 50 V
A-618650CM | 6 | 18 6 | 50 | V A-820665CF = 8 | 20 | 6 | 65 v
A-820665CM = 8 | 20 6 | 65 v A-1020665-CF | 10 | 20 & 6 | 65 v
A-1020665-CM = 10 @ 20 6 | 65 v A-1225670-CF | 12 | 25 @ 6 | 70 v
A-1225670-CM 12 | 25 | 6 | 70 v
A-1625670-CM 16 25 | 6 | 70 Vv
/
/s
i/
SM & (unit: mm) SF (unit : mm)
Product Model ~ CED Product Model ~CED ~CEL = SD | OAL o Brazed
A-14338-SM 1 4 3 38 |V A-156338SF | 15 6 3 | 38 vV
A-156338SM | 15 | 6 3 38 |V A-211338-SF 2 11 3 | 38 vV
A-211338SM | 2 | 11 | 3 | 38 |V A-314338-SF 3 | 14 3 | 38 vV
A-314338SM | 3 | 14 3 | 38 |V A-414650SF 4 | 14 | 6 | 50 V
A-618650SM | 6 | 18 | 6 | 50 | V A-618650-SF 6 18 6 50 |V
A-820665SM | 8 | 20 6 | 65 v A-820665SF = 8 | 20 | 6 | 65 v
A-1020665SM | 10 = 20 | 6 | 65 v A-1020665-SF = 10 @ 20 @ 6 | 65 v
A-1225670-SM | 12 | 25 | 6 | 70 v A-1225670-SF 12 | 25 | 6 | 70 v
A-1625670-SF 16 25 | 6 | 70 v
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Type : B
+Cylinder+End Cut 5

CR & (unit : mm)

Product Model

B-1.56338-CR 1.5 6 3 38 \Y

B-211338-CR 2 11 3 38 \Y

B-2.511338-CR 2.5 11 3 38 Vv

B-314338-CR 3 14 3 38 \Y

B-414650-CR 4 14 6 50 \Y

g‘ B-618650-CR 6 18 6 50 \Y
B-820665-CR 8 20 6 65 \Y
B-1020670-CR 10 20 6 70 \Y
B-1225670-CR 12 25 6 70 \Y
B-1625670-CR 16 25 6 70 \Y
‘Sﬂ—_ B-2025670-CR 20 25 6 70 \Y
B-2525670-CR 25 25 6 70 \Y

i
.'I.-"I'.
SR & (unit: mm)
Product Model SD OAL c:?t;iiﬂe Brazed

B-314338-SR 3 14 3 38 \Y

B-618650-SR 6 18 6 50 \Y
B-820665-SR 8 20 6 65 \Y
B-1020665-SR 10 20 6 65 \Y
g B-1225670-SR 12 25 6 70 \Y
B-1625670-SR 16 25 6 70 Y
B-2025670-SR 20 25 6 70 \Y
B-2525670-SR 25 25 6 70 \Y

i
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UL

CM & (unit : mm) CF (unit : mm)
IS | Product Model | CED | CEL | SD | OAL S04 Brazed
B-1.56338-CM 1.5 6 3 38 \ B-618650-CF 6 18 6 50 \
B-211338-CM 2 11 3 38 V B-820665-CF 8 20 6 65
B-314338-CM 3 14 3 38 Y B-1020665-CF 10 20 6 65
B-414650-CM 4 14 6 50 Vv B-1225670-CF 12 25 6 70 V
B-618650-CM 6 18 6 50 \Y
B-820665-CM 8 20 6 65 V
B-1020665-CM 10 20 6 65 \
B-1225670-CM 12 25 6 70 V
B-1625670-CM 16 25 6 70 \Y
SM & (unit: mm) : SF (unit : mm)
Product Model CED Product Model | CED | CEL | SD = OAL c:ﬁ:iiﬂ o Brazed
B-314338-SM 3 14 3 38 \% B-1.56338-SF 1.5 6 3 38 \
B-618650-SM 6 18 6 50 V B-211338-SF 2 11 3 38 V
B-820665-SM 8 20 6 65 Vv B-314338-SF 3 14 3 38 \Y
B-1020665-SM 10 20 6 65 Y B-412650-SF 4 12 6 50 Y
B-1225670-SM 12 25 6 70 \ B-618650-SF 6 18 6 50 \
B-820665-SF 8 20 6 65 V
B-1020665-SF 10 20 6 65 \%
B-1225670-SF 12 25 6 70 \
B-1625670-SF 16 25 6 70 \Y

http://www.citytools.com.tw 395



/[,

Type: C
+Ball Nosed Cylinder "

CR & (unit : mm)

Product Model

C-211338-CR 2 11 3 38 \Y
C-2.511338-CR | 2.5 11 3 38 \Y
g C-314338-CR 3 14 3 38 \Y
C-415660-CR 4 |15/30 6 60 \Y
o C-618650-CR 6 18 6 50 Vv
g C-820665-CR 8 20 6 65 \Y
C-1020665-CR 10 20 6 65 \Y
C-1225670-CR 12 25 6 70 v
C-1625670-CR 16 25 6 70 \Y
C-2025670-CR 20 25 6 70 v
i
n
i
SR & (unit : mm)
“E“ Solid
- Product Model CED CEL = SD = OAL . ... Brazed
: C-211338-SR 2 11 3 38 \Y
/ 8 C-314338-SR 3 14 3 38 \Y
] C-618650-SR 6 18 6 50 \Y
N C-820665-SR 8 20 6 65 \Y
g C-1020665-SR 10 20 6 65 \Y
C-1225670-SR 12 25 6 70 Y
C-1625670-SR 16 25 6 70 \Y
C-2025670-SR 20 25 6 70 \Y

B
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UL

CM & (unit : mm) CF (unit : mm)
Product Model ~ CED Sl | product Model | CED | CEL | SD | OAL oM prazed
C-211338-CM 2 11 3 38 \ C-211338-CF 2 11 3 38 \
C-314338-CM 3 14 3 38 V C-314338-CF 3 14 3 38 Y
C-618650-CM 6 18 6 50 Y C-618650-CF 6 18 6 50 Y
C-820665-CM 8 20 6 65 V C-820665-CF 8 20 6 65 Y
C-1020665-CM 10 20 6 65 \Y C-1020665-CF 10 20 6 65 \Y
C-1225670-CM 12 25 6 70 Vv C-1225670-CF 12 25 6 70 Vv
C-1625670-CM 16 25 6 70 \

SM & (unit: mm) SF (unit : mm)
Product Model CED Product Model | CED | CEL | SD = OAL c:ﬁ:iiﬂ o Brazed

C-14338-SM 1 4 3 38 \% C-211338-SF 2 11 3 38 \

C-1.56338-SM 1.5 6 3 38 V C-314338-SF 3 14 3 38 Y
C-211338-SM 2 11 3 38 \% C-416650-SF 4 16 6 50 Y
C-2.511338-SM 2.5 11 3 38 V C-618650-SF 6 18 6 50 Y
C-314338-SM 3 14 3 38 \ C-820665-SF 8 20 6 65 \
C-618650-SM 6 18 6 50 \ C-1020665-SF 10 20 6 65 Vv
C-820665-SM 8 20 6 65 \% C-1225670-SF 12 25 6 70 \
C-1020665-SM 10 20 6 65 V C-1625670-SF 16 25 6 70 V
C-1225670-SM 12 25 6 70
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& (unit: mm)

Product Model

PN - D-21.8338-CR | 2 | 1.8 | 3 | 38 V
" 5 D-2.52.3338CR | 25 23 3 | 38 V
D-325338-CR = 3 | 25 3 | 38 |V
D-434650-CR = 4 | 34 | 6 | 50 V
g D-647650CR | 6 | 47 | 6 | 50 @V
D86665-CR = 8 @6 6 | 65 v
D-108665CR = 10 8 & 6 | 65 v
D-1211670CR | 12 | 11 | 6 | 70 v
o D-1614670CR | 16 | 14 | 6 | 70 v
D-2016.5670-CR | 20 | 165 6 | 70 v
D-2522670-CR | 25 | 22 | 6 | 70 v

& (unit: mm)

Solid

. . - Product Model CED @ CEL SD OAL Carbide Brazed
"‘@ 2 D-21.8338SR | 2 18 3 | 38 | V
D-325338SR | 3 25 3 | 38 | V
) D-43.4650SR | 4 34 6 | 50 | V
E D-647650SR | 6 47 6 | 50 | V
D-86665-SR 8 6 6 | 65 v
D-108665SR | 10 8 6 | 65 v
! D-1211670SR | 12 = 11 | 6 | 70 v
= D-1614670SR | 16 @14 6 70 v
D-2016.5670-SR 20 | 165 | 6 | 70 v
D-2522670SR | 25 @ 22 | 6 70 v
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UL

& (unit : mm) CF (unit : mm)

Product Model ~ CED SRS | product Model  CED | CEL | SD | OAL o4  Brazed
D-21.8338-CM 2 | 18 3 | 38 | V D-21.8338-CF 2 | 18 3 38 | V
D-325338-CM 3 | 25 3 | 38 |V D-325338-CF 3 | 25 3 38 |V
D-43.4650-CM = 4 | 34 6 | 50 | V D-43.4650-CF 4 | 34 6 50 | V
D64.7650-CM = 6 | 47 6 | 50 | V D-64.7650-CF 6 | 47 6 50 | V
D-86665CM | 8 | 6 6 | 65 v D-86665-CF 8 | 6 6 | 65 v
D-108665-CM | 10 | 8 6 | 65 v D-108665-CF 10 = 8 | 6 65
D-1211670-CM | 12 | 11 | 6 70 v D-1211670-CF | 12 11 | 6 | 70
D-1614670-CM | 16 14 6 70 v
& (unit : mm) SF (unit : mm)
ST E | product Model | CED | CEL | SD | OAL \Sohd Brazed
D-11338-SM 1 103 |38 |V D-21.8338-SF | 2 | 18 3 | 38 | V
D-151338SM 15 1 | 3 | 38 |V D-325338-SF = 3 | 25 3 | 38 |V
D-22338-SM 2 2 3 | 38 vV D-43.4650-SF | 4 | 34 6 | 50 | V
D-325338SM = 3 | 25 3 | 38 V D-64.7650-SF = 6 | 47 6 | 50 | V
D-43.4650-SM = 4 | 34 6 | 50 | V D-86665-SF 8 | 6 6 | 65 v
D-54650-SM 5 | 4 | 6 | 50| v D-108665-SF = 10 8 | 6 | 65 v
D-647650-SM | 6 | 47 | 6 | 50 |V D-1211670-SF | 12 11 | 6 | 70 v
D86665SM 8 | 6 | 6 | 65 v D-1614670-SF | 16 @ 14 | 6 | 70 v
D-108665-SM = 10 8 | 6 | 65
D-1211670-SM = 12 11 | 6 | 70 v
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. CR & (unit : mm)

_ E-36338-CR 3 6 3 38 \
E-610650-CR 6 10 6 50 Vv
E-815665-CR 8 15 6 65 \Y
E-1016665-CR 10 16 6 65 Y
2 E-1222670-CR 12 22 6 70 \'
]
E-1625670-CR 16 25 6 70 V
E-2025670-CR 20 25 6 70 \'
I
i
v
'?.1
v
. SR & (unit : mm)
CED ‘
. E E-36338-SR 3 6 3 38 \
— E-610650-SR 6 10 6 50 Vv
. ) E-815665-SR 8 15 6 65 \Y
g E-1016665-SR 10 16 6 65 Y
E-1222670-SR 12 22 6 70 \
E-1625670-SR 16 25 6 70 \'
E-2025670-SR 20 25 6 70 \Y

I
=

400 http://www.citytools.com.tw



UL

' CM & (unit : mm) CF (unit : mm)
oo | roduct Model | CED | CEL | SD | OAL ooh9 Brazed
E-36338-CM 3 6 3 38 |V E-36338-CF 3 6 3 38 | vV
E-610650-CM 6 | 10 | 6 | 50 V E610650-CF 6 | 10 @ 6 | 50 V
E-815665-CM 8 | 15 | 6 | 65 v E815665-CF | 8 | 15 | 6 | 65 v
E-1016665CM | 10 | 16 @ 6 | 65 v E-1016665-CF | 10 | 16 6 | 65 v
E-1222670-CM | 12 | 22 6 | 70 v E-1222670-CF = 12 | 22 6 | 70 v
E-1625670-CM | 16 = 25 | 6 | 70 v E-1625670-CF = 16 = 25 | 6 | 70 v
&~
l SM & (unit : mm) SF (unit : mm)
Product Model ~ CED Product Model ~CED ~CEL = SD | OAL o Brazed
E-1.54338-SM | 1.5 | 4 3 38 |V E-36338-SF 3 6 3 38 | vV
E-36338-SM 3 6 3 38 | vV E-610650-SF 6 | 10 | 6 | 50 | V
E-610650SM = 6 | 10 6 | 38 |V E-815665-SF 8 | 15 6 | 65 v
E-815665SM = 8 | 15 6 | 38 v E-1016665SF | 10 | 16 @ 6 | 65 v
E-1016665SM | 10 | 16 | 6 | 50 v E-1222670SF | 12 | 22 6 | 70 v
E-1222670-SM | 12 | 22 | 6 | 65 v E-1625670SF | 16 | 25 | 6 | 70 v
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Type: F

+Ball Nosed Tree N

CR & (unit : mm)

F-314338-CR 3 14 3 38 \Y

F-618650-CR 6 18 6 50 Vv
F-820665-CR 8 20 6 65 Vv
F-1020665-CR 10 20 6 65 Vv
F-1225670-CR 12 25 6 70 \Y
F-1625670-CR 16 25 6 70 \Y
F-2025670-CR 20 25 6 70 \Y

i
L
f r'l{
SR & (unit : mm)
|-CEP ]

g F-314338-SR 3 14 3 38 \Y

R F-618650-SR 6 18 6 50 Vv
F-820665-SR 8 20 6 65 Vv
2 F-1020665-SR 10 20 6 65 Vv

o
F-1225670-SR 12 25 6 70 \Y
F-1625670-SR 16 25 6 70 \Y
F-2025670-SR 20 25 6 70 Vv
=
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UL

CM & (unit : mm) | CF (unit : mm)
Product Model C:?I:I»iiﬂe Brazed Product Model | CED | CEL | SD | OAL C:?I:iiﬂ o Brazed
F-314338-CM 3 14 3 38 \Y F-314338-CF 3 14 3 38 \Y
F-618650-CM 6 18 6 50 \Y F-618650-CF 6 18 6 50 Vv
F-820665-CM 8 20 6 65 Vv F-820665-CF 8 20 6 65 \"
F-1020665-CM 10 20 6 65 Vv F-1020665-CF 10 20 6 65 Vv
F-1225670-CM 12 25 6 70 \Y F-1225670-CF 12 25 6 70 \Y
F-1625670-CM 16 25 6 70 V
r,.'
SM & (unit: mm) | SF (unit : mm)
Product Model Product Model ~CED ~CEL = SD | OAL o Brazed
F-1.54338-SM 1.5 4 3 38 \% F-314338-SF 3 14 3 38 \Y
F-314338-SM 3 14 3 38 \Y F-618650-SF 6 18 6 50 Vv
F-618650-SM 6 18 6 50 Vv F-820665-SF 8 20 6 65 Vv
F-820665-SM 8 20 6 65 Vv F-1020665-SF 10 20 6 65 Vv
F-1020665-SM 10 20 6 65 F-1225670-SF 12 25 6 70 \Y
F-1225670-SM 12 25 6 70 V F-1625670-SF 16 25 6 70 V
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& (unit: mm)

- G-314338-CR 3 14 3 38 \Y

g G-618650-CR 6 18 6 50 \Y
G-820665-CR 8 20 6 65 \Y
G-1020665-CR 10 20 6 65 \Y
2 G-1225670-CR 12 25 6 70 \Y
° G-1625670-CR 16 25 6 70 \Y
G-2025670-CR 20 25 6 70 \Y

=
.
i
SR & (unit : mm)
‘ CED ‘ 3 Solid
CEL SD | OAL ( pide Brazed

ot G-314338-SR 3 14 3 38 \Y

R G-618650-SR 6 18 6 50 \Y
G-820665-SR 8 20 6 65 \
Z G-1020665-SR 10 20 6 65 \Y
G-1225670-SR 12 25 6 70 \Y
G-1625670-SR 16 25 6 70 \Y

=
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UL

& (unit : mm) CF (unit : mm)

Product Model SRS | product Model  CED | CEL | SD | OAL o4  Brazed
G-314338-CM 3 14 3 38 \% G-314338-CF 3 14 3 38 \
G-618650-CM 6 18 6 50 V G-618650-CF 6 18 6 50 Y
G-820665-CM 8 20 6 65 \Y G-820665-CF 8 20 6 65 Vv
G-1020665-CM 10 20 6 65 Y G-1020665-CF 10 20 6 65 \Y,
G-1225670-CM 12 25 6 70 \ G-1225670-CF 12 25 6 70 \
G-1625670-CM 16 25 6 70 Vv
gy 7
SM & (unit: mm) SF (unit : mm)

Product Model Product Model | CED | CEL | SD = OAL c:?.:iiﬂ o Brazed
G-1.54338-SM 1.5 4 3 38 \% G-314338-SF 3 14 3 38 \
G-314338-SM 3 14 3 38 V G-618650-SF 6 18 6 50 Y
G-618650-SM 6 18 6 50 Y G-820665-SF 8 20 6 65 \Y
G-820665-SM 8 20 6 65 Y G-1020665-SF 10 20 6 65 \Y
G-1020665-SM 10 20 6 65 \' G-1225670-SF 12 25 6 70 \
G-1225670-SM 12 25 6 70 \ G-1625670-SF 16 25 6 70 \
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Type : H

TR
*Flame 1/
CR # (unit : mm)
CED
—_ H-36338-CR 3 6 3 38 vV
H-614650CR | 6 | 14 | 6 | 50 V
H-820665CR | 8 | 20 | 6 | 65 v
H-1020665-CR | 10 | 20 | 6 | 65 Vv
H-1232677-CR | 12 | 32 | 6 | 77 v
3 H-1636681-CR | 16 | 36 | 6 | 81 v
H-2041686-CR | 20 | 41 | 6 | 86 v
et |
|_SB_|
/'
h
SR & (unit : mm)
|2 Solid
] 1
- Product Model CED CEL SD OAL Carbide Brazed
H-820665-SR 8 20 6 65 Vv
° H-1020665-SR = 10 | 20 6 | 65 Vv
- H-1232677-SR | 12 | 32 | 6 | 77 Vv
H-1636681-SR 16 36 6 | 81 v

OAL

o
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UL

CM & (unit : mm) CF (unit : mm)
Product Model ~ CED GISEEIIEE] | product Model  CED  CEL | SD | OAL SO Brazed
H-36338CM 3 6 | 3 | 38 | V H-36338-CF 3 06 3 38V
H-614650-CM = 6 | 14 6 | 50 |V H-614650-CF | 6 | 14 | 6 | 50 | V
H-820665-CM | 8 | 20 6 | 65 v H-820665-CF 8 | 20 | 6 | 65 v
H-1020665-CM = 10 = 20 | 6 | 65 v H-1020665-CF | 10 = 20 | 6 | 65 v
H-1232677-CM | 12 | 32 | 6 | 77 v H-1232677-CF | 12 | 32 | 6 | 77 v
H-1636681-CM = 16 36 6 | 81 v H-1636681-CF | 16 @ 36 & 6 | 81 v
SM & (unit: mm) SF (unit : mm)
Product Model  CED D OAL ol | | ProductModel CED CEL = SD | OAL oM Brazed
H36338SM 3 | 6 3 | 38 |V H-36338-SF 3 06 3 38 |V
H-820665-SM = 8 | 20 6 | 65 v H-614650-SF 6 14 | 6 | 50 | V
H-1020665-SM = 10 | 20 6 | 65 v H-820665-SF = 8 20 | 6 | 65 v
H-1232677-SM = 12 32 6 @ 77 v H-1020665-SF | 10 @ 20 | 6 | 65 v
H-1232677-SF | 12 32 | 6 | 77 v
H-1636681-SF = 16 @ 36 | 6 | 81 v
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Type: L

+Ball Nosed Cone

CEL

OAL

’CED‘

CEL

OAL

E

408 http://www.citytools.com.tw

Product Model

CR

CED CEL

SD OAL

°

a

& (unit: mm)

Solid
Carbide

Brazed

L-3143388CR | 3 | 14 3 |38 8 | V
L-618650-14-CR | 6 18 6 | 50 14° V
L-825670-14-CR | 8 |25 6 | 70 14° v
L-1020665-14-CR | 10 | 20 6 | 65 14° Vv
L-1232677-14-CR | 12 | 32 6 | 77  14° v
L-1633678-14-CR | 16 | 33 6 | 78 14° v
L-2041686-14-CR | 20 | 41 6 86  14° v

|.,-

48

/

SR & (unit : mm)

Product Model CED CEL SD OAL a° (oonC Brazed
L-314338-8SR | 3 | 14 3 |38 8 | V
L-618650-14-SR | 6 | 18 | 6 | 50 14° V
L-825670-14SR | 8 | 25 | 6 | 70  14° v
L-1020665-14-SR | 10 | 20 | 6 | 65  14° v
1-1232677-14SR | 12 | 32 | 6 | 77  14° v
L-1633678-14SR | 16 | 33 | 6 | 78 14° v

//



UL

CM & (unit : mm) CF (unit : mm)
Product Model TR | Product Model | CED | CEL| SD OAL a° (5904 razed
L-3143388-CM | 3 | 14 3 38 8 V L-3143388CF 3 14 3 |38 8 | V
L-618650-14-CM 6 | 18 6 50 14° V L-618650-14-CF | 6 18 6 | 50 | 14° V
L-825670-14-CM = 8 | 25 | 6 | 70  14° v L-825670-14-CF | 8 | 25 6 | 70  14° v
L-1020665-14-CM | 10 | 20 | 6 | 65 14° v L-1020665-14-CF | 10 | 20 6 | 65  14° v
L-1232677-14-CM | 12 | 32 | 6 | 77 14° v L-1232677-14-CF | 12 | 32 | 6 | 77 | 14° v
L-1633678-14-CM | 16 | 33 | 6 78 14° v L-1633678-14-CF | 16 33 6 | 78  14° v
/
/
o/ |
SM & (unit: mm) i SF (unit : mm)
JE MR RGN ISR | product Model | CED CEL SD OAL a° ooh9  Brazed
1-314338-8SM | 3 | 14 3 38 8 |V L-3143388-SF | 3 |14 3 38 8 | V
L-618650-14-SM | 6 18 | 6 | 50 |14° V L-618650-14-SF | 6 18 | 6 |50 14° V
L-825670-14-SM | 8 | 25 | 6 | 70 | 14° v L-825670-14-SF | 8 | 25 | 6 | 70  14° v
L-1020665-14-SM | 10 | 20 | 6 | 65 | 14° v L-1020665-14-SF | 10 | 20 | 6 | 65 14° v
L-1232677-14SM | 12 | 32 | 6 | 77 | 14° v L-1232677-14-SF | 12 | 32 | 6 | 77 14° v
L-1633678-14-SF | 16 | 33 | 6 78 14° v
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CR & (unit : mm)

Solid

Carbide Brazed

Product Model CED CEL SD OAL a°

M-315338-10-CR | 3 15 3 38 | 10° \Y
M-618650-11-CR | 6 | 18 | 6 | 50 | 11° V
M-818665-13-CR | 8 | 18 | 6 | 65 | 13° \Y
M-1020665-28-CR| 10 | 20 | 6 | 65 | 28° \Y
2 M-1225670-28-CR| 12 | 25 6 | 70 | 28° \Y
° M-1625670-33-CR| 16 | 25 6 | 70 | 33° \Y
.
i
.
SR & (unit : mm)
|.cE0 = . Solid
T Product Model | CED SD OAL a° . pide Brazed
g M-315338-10-SR | 3 15 3 38 | 10° \Y
—+ M-618650-14-SR | 6 | 18 | 6 | 50 | 14° | V
M-1020665-14-SR| 10 | 20 | 6 | 65 | 14° \Y
g M-1225670-14-SR | 12 | 25 6 | 70 | 14° Y

SD
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UL

# 'y #
n CM & (unit : mm) CF (unit : mm)
SO TR RGN TR IS A | product Model | CED CEL SD OAL a° ooud  Brazed
M-315338-10-CM 3 | 15 | 3 | 38 10° V M-315338-10-CF | 3 | 15 3 | 38 |10°| V
M-618650-14-CM 6 18 6 50 11° V M-618650-14-CF 6 |18 6 50 14° V
M-818665-13-CM 8 | 18 | 6 | 65  13° v M-818665-13-CF | 8 | 18 | 6 | 65 13° v
M-1020665-28-CM| 10 | 20 | 6 | 65 | 28° V| M-1020665-28-CF| 10 | 20 6 | 65 28° v
M-1225670-28-CM| 12 | 25 | 6 | 70 | 28° V| M-1225670-28-CF| 12 | 25 | 6 | 70 | 28° v
M-1625670-33-CM 16 | 25 | 6 | 70 | 33° V | |M-1625670-33-CF 16 25 | 6 | 70  33° v
u SM & (unit: mm) SF (unit : mm)
JE MR RGN ISR | product Model | CED CEL SD OAL a° ooh9  Brazed
M-1.54338-14-SM | 1.5 4 3 | 38 14° V M-315338-10-SF | 3 | 15 | 3 | 38 10° V
M-315338-14-SM | 3 | 15 3 | 38 14° V M-618650-14-SF 6 18 6 | 50 |14° V
M-618650-14SM | 6 | 18 6 | 50 14° V M-818665-13-SF | 8 | 18 | 6 | 65 | 13° v
M-1020665-28-SM 10 | 20 | 6 | 65  28° V | | M-1020665-28-SF 10 | 20 | 6 | 65 | 28° v
M-1225670-28-SM 12 | 25 | 6 | 70 | 28° V| M-1225670-28-SF | 12 | 25 | 6 | 70 | 28° v
M-1625670-33-SF | 16 | 25 | 6 | 70 | 33° v
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Type : N

*Inverted Cone _'.

CR & (unit : mm)

Solid

Product Model CED CEL SD OAL a° Carbide Brazed

— N-35338-10-CR | 3 5 | 3 | 38 10° V
g N-68650-10-CR = 6 8 | 6 50 10° V
- N-1010665-10-CR | 10 | 10 | 6 | 65 | 10° v
N-1213665-16-CR | 12 | 13 | 6 | 65 | 16° v
g j N-1619665-16-CR | 16 | 19 | 6 | 65 | 16° v
i N-2016665-28-CR 20 16 | 6 | 65  28° v
o]
Iype: O f
ype . /
+Cylinder-Corner Radius i
.-‘3 . CR & (unit : mm)
CED
e 0-314338CR | 3 | 14 3 | 38 |V
0-618650CR | 6 | 18 6 | 50 V
(§)]
ey | 0-820665-CR | 8 | 20 6 | 65 v
0-1020665-CR = 10 = 20 @ 6 | 65 v
. 0-1225670-CR | 12 25 | 6 | 70 v
<
o
0-1625670-CR = 16 25 = 6 | 70 v

SD
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UL

SF (unit : mm)

JE TR RGN IS A | product Model | CED | CEL SD OAL| a° oond  Brazed
N-68650-10CM 6 | 8 @ 6 |50 10°| V N-35338-105F 3 5 | 3 | 38 10°| V
N-1010665-13-CM| 10 10 6 | 65  13° v N-68650-10SF 6 8 | 6 50 10° V

N-1213665-30-CM| 12 | 13 6 65 | 30° v N-1010665-10-SF 10 10 6 | 65 | 10° v

N-1213665-16-SF 12 13 6 @ 65 | 16° v
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Type : J

+Countersink 60

60°

%,

i

CEL

OAL

SD

—

Type : K

+Countersink 90

90°

i
| ‘é\

‘ CEL

OAL

Product Model

CED

& (unit: mm)

J-33338-CR 3 3 3 38

J-66650-CR 6 6 6 50

J-1010665-CR 10 10 6 65 Vv
J-1213665-CR 12 13 6 65 Vv
J-1615665-CR 16 15 6 65 \Y
J-2017665-CR 20 17 6 65 \Y
J-2524.5670-CR 25 24.5 6 70 \Y

l CR & (unit : mm)

Product Model

CED

|SD

414 http://www.citytools.com.tw

K-31.5338-CR 3 1.5 3 38

K-63650-CR 6 3 6 50

K-108665-CR 10 8 6 65 \
K-1211665-CR 12 11 6 65 Vv
K-1611665-CR 16 11 6 65 \
K-2012665-CR 20 12 6 65 Vv




UL

Product Model CED c:?tl)ii?je Brazed
J-33338-SM 3 3 3 38 \%
J-66650-SM 6 6 6 50 Vv

J-1010665-SM 10 10 6 65 \Y

J-1213665-SM 12 13 6 65 \Y

I SM 2. (unit : mm)

Product Model CED CEL SD

K-31.5338-SM 3 1.5 3 38 \
K-63650-SM 6 3 6 50 Vv
K-108665-SM 10 8 6 65

K-1211665-SM 12 11 6 65 Vv
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, Technical Data

Causes and troubleshooting for cutting problem

This table is the guideline for common problems and troubleshooting. In some cases, multiple
factors overlap and this is not necessarily the only countermeasure.

Problem

Possible Causes

Solution

Edge Chipping

Cutting speed too fast

Reduce cutting feed per tooth

Too fast on first entering cut

Reduce initial cut feed rate

Depth of cut too much

Reduce the speed of feed rate

Cutting speed too fast

Reduce the spindle speed

Spindle speed too slow

Increase the spindle speed

Insufficient mechanical, chuck
rigidity

Reduce spindle speed & feed rate, reduce cut per-tooth, use tool
with less number flute

Too much run-out

Check and tighten the tool holder, use shrink fit holder

Insufficient of machine power

Reduce spindle speed & feed rate, reduce cut per-tooth, use tool
with less number flute

Workpiece fixture rigidity
insufficient

Reduce spindle speed & feed rate, reduce cut per-tooth, use tool
with less number flute, change direction to upcut.

Tool overhang

Reduce spindle & feed rate, reduce the cut per-tooth, use shrink
fit holder.

Breakage

Feed rate too fast

Adjust and slow down speed

High amount of chip
evacuation

Reduce the feed amount per-tooth

Chip packing

Reduce speed and feed, increasing cutting fluid or pressure air

Tooling worn-out

Regularly check tools of wear or re-sharpening in earlier stage

Short tool life

Too much friction on cutting

Re-sharpened in earlier stage

Tough workpiece material

Select higher grade of tool material

Cutting rake angle too sharp

Select tool with lower rake angle or negative angle

Burr

Cutting speed too slow

Increase the spindle speed

Feed rate too fast

Reduce the feeding amount per-tooth

Too much of depth of cut

Decrease the depth of cut.
Separate the cutting processes in roughing and finishing.

Tool worn-out

Change a new tool or re-sharpening in earlier stage.

Tool rake angle too small

Use a tool with bigger rake angle

Cutting direction

Change it to down-cut.

Easy to wear
out

Workpiece material too hard

Select higher grade of tool material and coating type

Chip jamming

Reduce cutting speed or clean chip with cutting fluid or air gun

Cutting edge too sharp

Select tool with lower rake angle or negative angle

416 http://www.citytools.com.tw

SIS

[




UL

Problem Possible Causes Solution
Cutting speed too fast Reduce the spindle speed
Resonance, vibration Adjust feed rate to the area that has no resonance.

Mechanical, chuck rigidity Not| Reduce the cutting amount Ae or change tool with less number
enough of flutes

Change it to solid carbide tool. Increase the diameter of the tool.

Chattering, i igidi
RS AN Use a short flute length tool.Reduce the overhang length.

noise

High number of tool flute Use tool with less number of flutes

Increase the tool diameter.Use shrink fit holder.

e | 205 CUETENT Decrease the spindle speed and depth of cut.

Decrease the depth of cut. Change it to roughing end mill. Use a

Too much of cutting resistance .
tool with less flutes.

Formulas for Cutting
4 )

Cutting Speed (m/min)

nxCEDxn Vc
Cutting Speed Vo =———
1000 3.14

Spindle Speed n = Vc+m+ CED x 1,000 CED = Cutting Diameter (mm)

n = Spindle Speed (rpm.)
Feed Vf =nxfzxz Vf = Feed (mm/min)
Vi fz = Feed per Tooth (mm/tooth)
Feed per Tooth Fz =
nxZ Z = Number of Flute

- J

Calculation of actual dia. for Ball Nose
[

dp
d=2 ’\/ap (CED-ap) Axial Depth of Cut
d = — ———
&

Actual Dia /
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L) L L

Provide services other than End Mills

4 VY4 VY4 )
ASR Shrink Chuck Type ASR Shrink Chuck ASR Shrink Chuck
Collant Type Curved Type
\. VAN VAN J
4 VY4 VY4 )

e

_—— || s~

ASR Shrink Chuck SLA End Mill Holder ER Spring Collet Chuck
Straight Shank Type

\§ L L J

4 N/ N/ )
QSK Zero Adjustable ER Spring Collet SK High Speed Collet/
Precision Holder Collet Set/Extractor

\§ J

4 )

h‘-_

ER Wrench ER Clamping Nut ASK Nut / Coolant Type

. AN AN J
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LI L
Customization Tools

- l A N T S —

+ AN .

CEL ‘
CEL:
T+

- OAL:
Standard Long Shank Long Neck Tapered Neck
—f=- === F- == ==—T ]

Tool Type

W Square Type Ball Nose Type Comer Radius
| f 47

Material Coating Application Require quantity
© @ v @ © workpiece Hardness
material
@ °©
Operation
w9 (G [ e e
Slotting Roughing Finishing Tracing Widthofeut:
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Tel: 886-4-24719885 Fax: 886-4-23585981

Mob.: 886-983-939-485 Web: www.citytools.com.tw
Teams: citytoolsales E-Mail: intlsales@citytools.com.tw
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