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COMPLETE LIST

CARBIDE END MILLS

NC MILLING CUTTERS
& CUTTER HEADS




HIGH PRECISION
BORING CUTTERS

e



45 2/4 Flutes Roughing end mill

HRC
M EER

55 2/4 Flutes Roughing end mill

HRC
NOERE

1. Suitable for Copper, Cast Iron, Carbon steel, Mould steel,
Stainless steel, Titanium Alloy, Tool steel, and Heat-treated
steel processing.

2. Main features: Grain size carbon tungsten, high toughness,
ALTIN coating, high wear-resistance, special use for high speed
cutting of CNC milling machine. Also can increase the smoothness,
reduce the ubhing coefficient, and improve the lathe efficiency,
save more production time.

Outside Diametes (D) | Shank Diameter (d) || Flute Lenght () (| Overal Lenght (L)
1.0 4 3 50
1.5 4 4 50

| 20 4 8 50
25 4 8 50

| 30 3 8 50
3.0 4 8 50

| 35 4 1 50
4.0 4 11 50

[ 1.0 8 3 50
1.5 6 4 50

| 20 6 6 50
25 6 8 50

| 3.0 6 8 50
3.5 3 11 50

| 40 8 11 50
45 6 13 50

| 50 5 13 50
5.0 8 13 50

| 6.0 6 15 50
7.0 8 20 60

| 80 8 20 60
9.0 10 25 75

| 100 10 25 75
12.0 12 30 75

| 140 14 45 100
16.0 16 45 100

| 180 18 45 100
20.0 20 45 100

Extra Lenght Type

Outside Diameter (D) | Shank Diameter (d) | Flute Lenght (1) | Overal Langht (L)

| 4.0 4 3 50
4.0 4 4 50

| 50 4 6 50
6.0 4 8 50

| 60 3 8 50
6.0 4 8 50

| 80 4 11 50
8.0 4 11 50

| 8.0 6 3 50
10.0 6 4 50

| 1000 6 6 50
12.0 6 8 50

| 12,0 6 8 50
14.0 6 11 50

| 16.0 6 11 50
18.0 6 13 50
20.0 5 13 50




45 2/4 Flutes Ball nose end mill

HRC

55 2/4 Flutes Ball nose end mill

HRC
ucle ] T

1. Suitable for Copper, Cast Iron, Carbon steel, Mould steel,
processing.

2. Main features: Grain size carbon tungsten, high toughness,
ALTIN coating, high wear-resistance, special use for high speed
cutting of CNC milling machine. Also can increase the smoothness,
reduce the rubbing coefficient, and improve the lathe afficiency,
save more production time.

Outside Dizmetet (D) | Shank Diameter (d) | Flute Leaght (T) || Overal Lenght (L)
RO0.5 4 2 50
R0.75 4 3 50
R1 4 4 50
R1.25 4 5 50
R1.5 3 6 50
R1.5 4 6 50
R2 4 8 50
R0.5 6 2 50
R0.75 6 3 50
R1 6 4 50
R1.25 6 5 50
R1.5 6 6 50
R2 6 8 50
R2.5 5 10 50
R2.5 6 10 50
R3 6 12 50
R4 8 16 60
RS 10 20 75
R6 12 25 75
R8 16 30 100
R10 20 30 100

Extra Lenght Type
Ouiside Diameter (D) | Shank Diameter (d) | Flute Langht () | Overal Lenght (L)

R2 4 8 75

R2 4 8 100

| R25 6 10 75

R3 6 12 75

R3 6 12 100
R3 6 30 150
R4 8 16 75

R4 8 16 100
R4 8 30 150
RS 10 20 100
RS 10 40 150
R6 12 25 100
R6 12 40 150
R7 14 40 150
R8 16 40 150
R9 18 40 150
R10 20 40 150




Dutside Diameter (D) || Radius (R) || Shank Diameter () || Flute Lenght (1) || Overal Lenght (L)
2.0 R0.5 4 4 50
3.0 R0O.5 4 5 50
4.0 R0O.5 4 8 50
4.0 R1 4 8 50
6.0 R0O.5 6 12 50
6.0 R1 6 12 50
8.0 R0O.5 8 16 60
8.0 R1 8 16 60
8.0 R1.5 8 16 60
10.0 R0.5 10 20 75
10.0 R1 10 20 75
10.0 R1.5 10 20 75
12.0 RO.5 12 24 75
12.0 R1 12 24 75
12.0 R1.5 12 24 75
12.0 R2 12 24 75
45 2/4 Flutes Corner Radius end mill
B0 (et )
55 2/4 Flutes COrner radius end mill Exira Longht Type
So% ( Ng:l‘;t’;:‘"g:g;i:gs ) Outside Diamater (D) || Radius (R) || Shank Diameter (d) || Flute Lengtt () || Overal Langht (1)
20 R0.5 4 4 75
3.0 R0.5 4 5 75
| 40 R0.5 4 8 75
4.0 R1 4 8 75
| 40 RO.5 4 8 100
/& 4.0 R1 4 8 100
| 6.0 R0.5 6 12 75
‘ S 6.0 R1 6 12 75
| 6.0 RO.5 6 12 100
T L] 6.0 R1 6 12 100
| L ] | 80 R0.5 8 16 75
¥ ; 8.0 R1 8 16 75
| 80 R1.5 8 16 75
10.0 R0.5 10 20 100
| 100 R1 10 20 100
h Sultabls for Copper, Cast fron, Carbon steel, Mould steel, 100 R1 5 10 20 100
rocessing.
e i [ 120  Ros 12 24 100
# ALTIN coaling, high wear-resistance. special use 1o high speed 120 R 12 24100
e ermenns il (120 G2 24 100
save more production time. 12.0 R2 12 24 100



Outside Diameter (D) (| Shank Diametr (¢) | Flute Lenght (|| Overal Lenght (L)
1.0 B 3 50
1.5 - d 50
2.0 4 6 50
25 “ 8 50
3.0 - 8 50
4.0 o 1 50
5.0 6 13 50
6.0 6 15 50
8.0 8 20 60
10.0 10 25 75
12.0 12 30 75
14.0 14 45 100
16.0 16 45 100
18.0 18 45 100
20.0 20 45 100

50 2/3 Flutes Aluminium processing end mill 45° 55°

MCACAEE

60 2/3 Flutes Aluminium processing end mill 45° 55°

Extra Lenght Type

Outside Diameter (D) || Shank Diametar {d) || Flute Lenght (1} || Overal Lenght (L)

| 30 4 11 75

4.0 4 11 75

| 40 4 11 100

5.0 6 13 75

| 6.0 6 15 75

| 6.0 6 15 100

§ | 60 6 15 150

3 \\ P 8.0 8 40 75
i L [ 80 8 20 100
i ! R 8.0 8 40 150

I L ! | 100 10 25 100

‘ 10.0 10 50 150

| 120 12 30 100

12.0 12 50 150

1. Suitable for Copper, Cast Iron, Carbon steel, Mould steel, l 14.0 14 50 150
processing. 16.0 16 50 150

2. Main features: Grain size carbon tungsten, high toughness, [ 18.0 18 50 150
ALTIN coating. high wear-resistance, special use for high speed 200 20 50 1 50

cutting of CNC milling machine. Also can increase the smoothness,
reduce the rubbing coefficient, and improve the lathe afficiency,
save more production time.
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45 6 Flutes Finishing end mill

HRC
MCIESE

. JALTIN

Outside Diameter (D)

Shank Diameter (d)

Flute Lenght (1)

Qveral Lenght (L)

6.0 6 15 50
8.0 8 20 60
10.0 10 25 75
12.0 12 30 75
16.0 16 40 100
20.0 20 40 100
25.0 25 40 100

Extra Lenght Type

SN

.

l
—

|

F

1. Suitable for Copper, Cast Iron, Carbon steel, Mould steel,

Stainless steel, Titanium Alloy, Tool steel, and Heat-treated processing.

2. Main features: Grain size carbon tungsten, high toughness,

ALTIN coating, high wear-resistance, special use for high speed
cutting of CNC milling machine. Also can increase the smoothness,
reduce the rubbing coefficient, and improve the lathe efficiency,

save more production time.

Outside Diameter (D) || Shank Diameter (d) || Flute Lenght (1) || Overal Lenght (L)
6.0 6 25 75
6.0 6 30 100
8.0 8 35 75
8.0 8 35 100
10.0 10 40 100
10.0 10 40 150
12.0 12 45 100
12.0 25 45 150
16.0 16 60 150
16.0 16 100 200
18.0 20 80 150
20.0 20 100 200




45 3/4 Flutes Roughing end mill

HRC
hale ]l |
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1. Suitable for Copper, Cast Iron, Carbon steel, Mould steel,
Stainless steel, Titanium Alloy, Tool steel, and Heat-treated processing.
2. Main features: Grain size carbon tungsten, high toughness,

ALTIN coating. high wear-resistance, special use for high speed
cutting of CNC milling machine. Also can increase the smoothness,
reduce the rubbing coefficient, and improve the lathe afficiency,
save more production time.

Otside Diameter (D) || Shank Diameter (d) (| Flute Lenght (1) || Overal Lenght (1)
6.0 6 15 50
8.0 8 20 60
10.0 10 25 75
12.0 12 30 75
14.0 14 45 100
16.0 16 45 100
18.0 18 45 100
20.0 20 45 100

Extra Lenght Type

Outside Diamater (D) || Shank Diametet (d) || Flute Langht () || Overal Lenght (L}
6.0 6 15 75
6.0 6 15 100
6.0 6 15 150
8.0 8 20 75
8.0 8 20 100
8.0 8 20 150
10.0 10 25 100
10.0 10 25 150
12.0 12 30 100
12.0 12 30 150
14.0 14 45 150
16.0 16 50 150
18.0 18 55 150

20.0 20 60 150




45 Long neck short flute end mill

S S 1

b

. Suitable for Copper, Cast Iron, Carbon steel, Mould steel,

Stainless steel, Titanium Alloy, Tool steel, and Heat-treated processing.

2. Main features: Grain size carbon tungsten, high toughness,
ALTIN coating, high wear-resistance, special use for high speed
cutting of CNC milling machine. Also can increase the smoothness,
reduce the rubbing coefficient, and improve the lathe efficiency,
save more production time.

—

)

" | I | T | T
0.4 0.6 2 50 4 ]
0.4 0.6 4 50 4
i i 2 50 4 |
B 4 50 4
Lo E 50 ]
8 2 50 4
o E 4 50 3 i
i E 50 4
7 i 8 50 4 |
08 13 3 50 4
0.8 1.2 4 50 4 |
0.8 1.2 6 50 4
0.8 1.2 8 50 4 ]
0.8 1.2 10 50 4
1.0 v 4 50 4 ]
1 50 4
1.0 & B 50 4 |
1. £ 10 50 F
R 2 12 50 |
. . [ 50 4
1 7 A 50 4 |
1.5 1.7 8 50
1.5 1.7 10 50 4 |
5 7 12 50 4
2 2.2 6 50 [ ]
g 2. 8 50 4
1 50 4 |
. 1 50 4
0 2. 14 50 4 |
1 2 16 50 4
3.2 8 50 4]
3. 10 50 4
3 3. 1 50 4 ]
: ; 4 50 4
3. 3. 1€ 75 [ ]
3. 3 20 75 8
4. 4. 12 75 6 J
4. 4.7 14 75
4.0 4.7 16 75 [} |
40 42 20 i
4.0 42 25 75 [:} |
(S | P (T | T |
R4 06 2 50 [ |
RO4 06 4 50 4
| RO, 8 2 50 4 |
), 4 50 4
[T RO i ; 50 4 |
R 0. . 2 50 4
[RrO. 1. 4 50 4 |
R 0. 3] 50 [
[ro 1.0 50 4 |
RO ; 50 4 ,
|_RO. 1.2 L 50 4
RO 1 50 4
|_RD. 1.2 ¢ 50 4 |
] 1 10 50 4
R1. 1.2 4 50 4 |
1. 1.4 : 50 4
[ R1L 1.2 : 50 4 |
! R 1. 1. 10 50 4
TR e 12 50 4 |
| R15 1. 4 50 4
R 1.5 17 E 50 4 |
R 1. 17 E 50 4
I Rt 17 10 50 4 |
- R1 17 1 50 4
R2 22 8 50 4 |
R2 2.2 50 4
R2 2. 10 50 4 |
2 2 2 50 4
| _R20 LY 4 50 4 |
R2 2 16 50 4
[T R30 3.2 8 50 4 |
R30 3. 10 50 4
[ R3 32 12 50 4 |
R 3. 3.5 14 50 4
[ Ra 37 16 75 4 ]
R3. 3 20 7
[ R4 42 12 75 [ |
R40 4.2 14 75
L _R40 4.2 16 75 [ |
R40 4 20 75 8
[ R0 4.2 25 75 6 ||




g Non-standard sizes
Center Drill ( custom accepted )

HRC | HRC | HRC| co
<45'| <55°| <65°| 10%

Suitable for Mould steel, Cast iron, Titanium alloy, Copper,
and Aluminlum processing. Mainly for the processing of center
location hole of the workpieces.

. i Non-standard sizes
Twist Drill C custom accepted )
HRC |HRC |HRC | CO
<45'| <55"] <657] 10%

Suitable fpr Mould steel, cast iron, Titanium alloy, Copper,
and Aluminium processing. Mainly for the procesing of through hole,
threaded hole, and location hole of the workspaces.

B No note for tolerance means the tolerance is 0 - 0.01

B Helix angle 30%, Drill point 118°

Outside Diameter (d) || Angle (e)

Shank Diameter (D)

Overal Lenght (L)

Flute Lenght (1)

1.0

60

4

34

1.0

1.5

60

40

1.5

2.0

60

45

2.0

2.5

60

50

2.5

3.0

60

50

3.0

4.0

60

10

60

4.5

5.0

60

11

70

5.5

Qutside Diameter (D) Overall Lenght (L) Flute Lenght (1)
0.5~0.7 30
08~0.9 30
1.0~17 30 10
1.2~14 35 12
1.5~17 35 14
1.8~1.9 40 16
20~24 40 18
25~3.0 40 20
3.1~3.9 50 25
40~5.0 50 28
51~6.0 60 30
6.1~7.0 60 32
71~11.0 70 38
11.1~12.0 70 38
12.1~14.0 80 40
16.0 90 45




15°

Reamer

HRC Non-standard sizes
m Em gLt ( custom accepted )

Sultable for Mould steel, Cast iron, Aluminium alloy, Copper,
and Alloy steel processing. Mainly used in the precision-procesing
of the holes of engines and precision parts.

Fixed-point drill

HRC Non-standard sizes
m @ E ( custom accepted

Suitable for Mould steel, Aluminium alloy, Copper, and Alloy steel

z | awen [ een | 0 | v |
: 4 40 4 75 20 30
—— 4 45 5 75 20 30
6 50 5 100 30 40
8 55 6 100 30 40
6 60 6 100 30 40 |
6 65 8 100 30 40
6 70 8 100 30 40 |
6 80 8 100 30 40
6 90 10 100 30 40
| 6 100 10 100 30 40
6 110 12 150 50 50
6 120 12 150 50 50
6 130 14 150 50 50 |
8 140 14 150 50 50
8 150 16 150 50 50 |
‘ 8 160 16 150 50 50
8 170 18 150 50 50
8 180 18 200 60 60
| 8 190 20 200 60 60
8 200 20 200 60 60
‘Mllﬂlﬂlﬂr[ﬂ) Shank Diamater (d) Flute Lenght {1) Overal Langht (L) \
| 2 2 4 50 |
3 3 6 50
. 4 4 8 50 |
5 5 10 50
.6 6 12 50 |
8 8 16 60
—y 10 10 20 5
12 12 20 75
16 16 25 100 |
20 20 25 100
4 4 8 100 |
5 10 100
6 12 100 |
8 16 100
10 10 20 100 |
12 12 20 100

processing. Mainly for fixing point and chamfering before drilling the

hole for the workpieces.



e e e

1 100 150 300

15 100 150 300

2 100 150 300

25 100 150 300

3 100 150 300

3.5 100 150 300

4 100 150 300

45 100 150 300

1 5 100 150 300

al R, 5 100 150 300
% = 4 7 100 150 300
8 100 150 300

10 100 150 300

12 100 150 300

. 14 100 150 300
(116} - B B ( Monseandera sizes ) :: :gg :zz 222
e e — 20 100 150 300

Aluminium alloy and Copper processing.
Mainly used the graver and wear-resistant parts.

1/8 100 150 300
3/16 100 150 300
1/4 100 150 300
5/16 100 150 300
3/8 100 150 300
112 100 150 300
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Sultable for Stainless steel, Cast iron, Mould steel, Aluminium alloy,
Copper and Acrylic processing. Mainly for the processing of watches

-and glasses, also for the workspace's slot processing aand parting.

HRC | HRC
<45 | <5%°

Face milling insert

Non-standard sizes

custom accepted

=

)

Size
Model
L-d s M b's
SPCN1203ED R 127 3175 09 14
SPCN1504ED RIL 15.875 476 125 14
SPCN190SED RIL 18.05 556 1.48 20
Triagle milling insert
HRC | HRC Non-standard sizes
s45°| <55° custom accepted
Size
Model
L d s M b's
TPCN2204PO RL 22 127 4,78 356 14
TPCN1G03IPO RIL 165 9525 3175 245 1.3
TPCN1102P0 RL 11 6.5 3175 1.62 0.7

HRC | HRC
€45°| <55°

Face milling insert

Non-standard sizes
custom accepted

Size
Model
d S M b's
SFCNI203ED  RIL 127 3475 18 08
SICN1S04ED  RA 15,675 478 1.45 1.0




Milling-side in the issue and countermeasures

Technical Data

Problems

Reason

Countermeasures

1. Cutter blade
smallrapid
collapse
occurredt

=

. Improper Instaliation tool

1. Suspended the Instaltation of 8 minimum amount of stretching
2. Spring chech wheter Bush or Chuck aging wear, precision is not good, bad clip,
Wheter there is a glitch. The replacement of normal goods.

(]

.~ Workpiece methods or tools to install antl - seismic

measures are nol taken into fullmproper installation
tool

1. Enhance the work of the installation of rigid (the use of top oil, block, gaskets
and 50 on, so that the workpiece or cutting under non-slip}
2. Sliding table to adjust the gap (to confirm wheter the good side fixed block).
. Check up and down the main shafl, the drive platform in the lixide-culing in the rellability.
. Survey of the machine tools used to avoid lgelr. shaft vibration system to produce the type
of speed, appropriate adjustments to speed.

o~

-

With the same edge of collapse small impact on larger, more
superficial

-

. Lower feed, bul also improve the speed will be betler.

~

Compatative Ioad (to cut déep Into x) he cutter is loo long

-

. Increase the diameler of the cutter (by hanging under the stretch)

— e

To reduce the instaliation of hanging siretch, lo avoid bad set of gripping chuck.
Increase the culting fluid cluster of compressed air 1o enhance the abillty chip.
Milting into the inverse cis - milling

1. Is hanging tool o install the smallest strelch.
SENutipase b Sal RcEnatbie 2, Workpiace anti the machine to mssall high - ccuracy figid- s far s ossibie:
2 B;egkdowni
of the cutting 1. With sharp resin binders diamondgrinding wheel with not 100 high speed
edge severe 4 Haked eye cin Rardiy sae the ground whad tha ceack (1500m/min below) wet grinding, with mare than 10 {imes the microscape of scrutiny
damage
1. Downlime in the fifficull conditions, to slop feeding. and then stop rolating (or lack
of power tools as a result of load 1rip, should stop feeding). |
i 2. Forget 1o check tighlening screws and p d Lease block:
5. Has not carbide cutter - side experience, 3. Cutting edge wear 100 sefious belore replacement. |
have a primary error. & Special altention lo fasi - forward, can not go wrong. |
§. Please note \hat folder machine lool rotary direction is correct.
8. Da not single - handendly arrested several at the same lime, with the knife blade between
the collision can nol be prudent nol to lall at the end of the loading and unloading |
i
) 1. Lower feed (to local)
1. Warkpiece cut, cut oul, feel of a sudden change in direction, 2. To reduce the installation lime suspended the amount of stretch.
and so on, caused by Ihe impact of changes In the load. 3. Necessary, to reduce the maximum lenght Duanren.
4. Bushing on. The holding chuck of the inspection.
|
1. To prevent the occurrence of excessive wear, the lool change in a timely manner,
2. To the cost of each and every blade into the volume.
3. To enter the same amount, 1o Increase speed
3. Cutting in ; ?Idu“ the depth of cul. l
2. Cutling load is too large. . To raise or reduce speed to avoid @ number of cutting - edge plug and ealing crumbs.
a serious RN 6 WHbOUL Cutling #dpe chamiering, camar of the neck to avold culting 10018 10
impairment z reduce stress concentration.
B.
8.

(=]

+ Faligue damage

-

. Cutter curu:g force cause the whole side of the bending stress, when more than 80kg/mm,
walding - end steel culter body stress over S0kg/mm occasion of the reculling, after
a total of 10 (2000 to x B3 hours) over the use of the possibility of & fatigue failure,
should be the replacement of the previous blade.

4. Poor surface

-

Cutter cutting force changes in the flexibility to restore
or change Is intermitien! and the edge of ihe siate
of stress differences.

. Lover feed.

. Reduce the depth of cul.

. Shun the milling try to reverse.

. Helix angle increased.

. Increase the number edge.

. Reduce the Ion?-tdne

. Enhance Ihe culling edge of precision beat.

. Edge in sharp decline over lime prior to the ATC

O = O L e D RS

~

. Have a flutter.

1. Lower speed (speed). Bul there are also some Increass inspeed will be good.

2. Enhance the feed bu! 0.04mm/blade to be lowered more than Iry.

3. Workpiece increase in the installation of rigid.

4. Tool 1o improove the insiallation of rigid (reducing strelch suspended, firmly clamp)
5. Ranging from sub-tool use. '

5. Machining
accuracy
bad

Tool Material

Radial cutting volume seltings, took place lo eal edge.

1. Aliowance reduced.

2. Inverse change for the miulnrh- shun
3. Spead Increases 1o improve the sharp edge of reality.

4. Tool to improve the installation of rigid (reducing siretch’
5. Ranging from sub - tool use,

ded, firmly clamp).

»

Ultz=-fine particles

. Cutter - side tilt, the verlica surface difference.

Lel occurred knife.

Uitrafine particies

88.3 percent cobalt tangsten
stesl 1029 othes 1 5%
Hardnes of §3.0+05
Bending strenght>42000F
Graim giza of 0.5um

UFM SMG

Hargrass of 92 0+0 5

ultra-fino perticlas vitra-fine particles

0% of the cobaltl-tungsten stes! 10%

1. Allowance reduced.
2. Speed lo raise.
3. Reduce feed.
4. Blade increase in lhe number.
5. Tool 1o improove the installation of rigid (reducing stretch suspended, firmly champing)
8. Edge in sharp decline over lime prior to the Altached.
7. Was for the actual processing side of the inclined to choose the appropriate amount
of the cone back, on the peripheral edge tool for grinding,

Processing materials

<3SHRC i
sinel EEC 55400 BCM

Pie-hardende stesl -~
NAK M.lg:;l;ﬁ stesl SKO; kS

<52HRC

ng sieal

EKH3Y

12
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Cutting Data Specification

Side Milling-Extra Lenght Type 2/4 Flutes

Ae s 0.1D (D < 93)

Ae < 0.05D
Shape of cut Ae < 0.2D (D > 93) Ap < 1.00
Ae < 1.5D
Work Carbon steel. Castiron Alloy steel, Die steel, Pre-hardened steel Hardened steel
S AIS11049, SCM, FC250 AISIH13, NAK AISIH13
(~30HRC) (<45HRC) (<52HRC)
Cutting spased (mmimin) Cutting spesad (mm/min) Cutting spesd (mmimin)
@0 (mm) Rev(min) Rev(min") Rev(min ")
2 Flutes & Flutss 2 Flutes 4 Flutes 2 Flutes 4 Flutes
1 1500 300 450 10000 200 300 7500 80 80
2 750 300 450 5000 200 300 4000 60 80
3 5000 300 450 3500 200 300 2500 60 80
L] 3750 300 450 2600 200 300 2000 60 80
5 3000 300 450 2100 200 300 1600 60 80
] 2500 300 450 1750 200 300 1350 60 80
-] 2000 260 380 1400 175 260 1000 55 80
10 1600 225 340 1100 150 225 80O 50 70
12 1350 205 310 850 135 205 850 50 80
18 1000 180 275 700 115 175 500 85 BS
20 800 160 245 550 110 170 400 55 70
Slot Milling Extra Lenght Type 2/4 Flutes
' l.‘_ng...-
]- Ae =D (D s ©3) Ae=D
Shape of cut Ap £0.1D (D > 92) Ap < 0.05D (90.5 < D < 92)
Ap £0.2D (D 2 92) Ap < 0.10D (D > 92)
Work Carbon steel. Castiron Alioy steel, Die steel, Pre-hardened steel Hardened steel
material AIS11049, SCM, FC250 AISIH13, AISIH13
(~30HRC) (<45HRC) (<52HRC)
Cutting spesd (mmimin) Cutting spead {mm/min} Cutting spaad (mmimin)
@0 (mm) Rev(min") Rev(min") Rev(min”)
2 Flutes 4 Flutes 2 Flutes 4 Flutes 2 Flutes 4 Flutes
1 1500 240 380 10000 180 240 7500 48 72
2 750 240 360 5000 1680 240 4000 48 T2
3 5000 240 360 3500 160 240 2500 48 T2
4 3750 240 360 2600 160 240 2000 48 72
5 3000 240 380 2100 180 240 1600 48 72
-] 2500 240 360 1750 160 240 1350 48 T2
8 2000 208 312 1400 140 208 1000 44 64
10 1600 180 272 1100 120 180 800 40 56
12 1350 184 248 950 108 184 B850 40 48
1% 1000 144 220 700 92 140 500 52 88
20 BOO 128 196 550 88 138 400 44 56
Matters need attention in usage
1. If no good rigidity of the work pisce, or noisa happ whan duca the

rotation rate or feed raie moderately.
2. i processing with sudden feed way, please raduce the fesd rate to 1/3. :
3. Piease 1ake the wet-lype processing when cutting stainless steel. E g. when cutting stainless
stes| of Austenite, the most efficient way is to uss non-water-soluble cutling fiuld.



Cutting Data Specification

Side Milling - Estra Lenght Type 2/4 Flutes

Ae £0.1D (D = 93)
§m§ Ae £0.2D (D > 93)
Ap < 1.5D
Carbon steel. Castiron
Work Alloy steel. Die steel Stainless steel
matertal Aluminium Alloy, cuprum AISI1048, SCM, FC250 (<35HRC) AISI1304, aisi1316
(~30HRC)
Cutting speed (mmimin) Cutting speed (mmimin) Cutting speed (mm/min) Cutting speed (mmimin)
o0 (mm) | Rew(min') Rev(min") Rev(min") Rev(min")
2 Flutes 4 Flutes 2 Flutes £ Flutes 2 Flutes 4 Flytes 2 Flutes 4 Flutes
1 18000 50 300 10000 80 120 8000 35 70 5000 a0 80
2 11000 220 400 5500 80 135 3600 55 85 3000 45 70
3 8500 240 435 4250 100 150 2850 85 100 2200 55 a5
4 jooo 365 550 3800 180 270 2200 110 165 1850 80 135
5§ 8000 430 850 3000 180 185 1800 115 175 1500 L] 145
5500 485 750 2650 210 315 1600 120 180 1350 106 160
B 4000 500 750 2000 225 340 1200 120 180 1000 110 165
10 3z00 450 675 1600 185 285 850 85 145 BOO 85 145
12 2560 370 550 1350 165 250 Boo B0 120 650 75 118
18 2000 280 420 1000 120 180 600 680 80 500 B0 80
20 1800 225 340 800 100 150 500 50 75 400 48 70
Slot Milling - Extra Lenght Type 2/4 Flutes
] | Ae=D (D < 93) Ae=D
Shape of cut Ap<0.1D (D > 92) Ap £ 0.05D (0.5 <D s 92)
Ap £0.2D (D 2 92) Ap < 0.10D (D > 92)
Work Carbon steel. Castiron Alloy steel, Die steel, Pre-hardened steel Hardened steel
material AlSI1049, SCM, FC250 AISIH13, NAK AISIH13
(~30HRC) (<45HRC) (<52HRC)
Cutting spesd (mm/min} Cutting spaed | mmimin) Cutting speed (mmimin)
@0 (mm) Rev(min') Rev(min") Rev(min")
2 Flutes 4 Flites 2 Flutes £ Flutes 2 Flutes & Flutes
1 24000 384 578 16000 258 384 12000 7 72
2 12000 384 578 8000 256 384 6400 1 72
3 8000 g4 576 5600 256 384 4000 i T2
4 6000 384 576 4180 256 384 3200 m 72
5 4800 384 576 3360 256 384 2580 big 72
-] 4000 384 576 2800 256 384 2160 7 72
8 3200 333 500 2240 224 33 1600 7 64
10 2560 288 436 1780 182 288 1280 B4 56
12 2160 383 397 1520 173 283 1040 B4 48
16 1600 231 352 1120 148 224 800 84 68
20 1280 205 314 880 141 218 640 71 56
Matters need attention in usage
1. I no geod rigidity of the work piace. or noisa b when ing tha

2 :
3. Please take ths wet-type processing when culting stainless steel. E g when cutling stainless

rotation rate or feed raie moderaisly.
tf processing with sudden feed way, please reduce tha feed rate to 1/3.

steal of Austenite, the most efficient way is to usa non-waler-solubls cutting fiuid.
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Cutting Data Specification

Side Milling - Estra Lenght Type 2/4 Flutes

Ae < 0.1D (D = 93)
s Ae <0.2D (D > ©3)
Ap < 1.5D
mﬁzgai Aluminium Alloy, cuprum Acl'srllzol}%_;;: s:'tl:nl:::;(l:jzr?'rﬂﬂ oy (’:'a;lll:(g i Mgﬁlsnig:?:l‘sll‘:?w
Cutting speed (mm/imin) Cutting speed (mmimin| Cutting spesd (mmimin) Cutting speed (mm/min)
®0 (mm) | Rev(min'} Rev(min") Rev(min") Rev(min")
2 Flutes 4 Flutes 2 Flutes 4 Flutes 2 Flutes 4 Flutes 2 Flutes 4 Flutes
1 18000 50 300 10000 60 120 6000 35 70 5000 a0 B0
2 11000 220 400 5500 80 135 3600 55 85 3000 45 70
3 8500 240 435 4250 100 150 2650 85 100 2200 85 85
4 7000 385 550 3800 180 270 2200 110 165 1850 80 135
§ 8000 430 850 3000 180 185 1800 115 175 1500 85 145
8 5500 485 750 2650 210 315 1600 120 180 1350 106 160
8 4000 500 750 2000 225 340 1200 120 180 1000 110 165
10 3200 450 875 1600 185 205 950 85 145 800 85 145
12 2580 370 550 1350 165 250 800 80 120 850 75 118
16 2000 280 420 1000 120 180 800 60 80 500 60 80
20 1800 225 340 800 100 150 500 50 75 400 48 70
Slot Milling - Extra Lenght Type 2/4 Flutes
Ae
N Ag= D AE = D

Ap <0.1D (D < 2)

Shioe Ap < 0.3D (025 D < 03 ApE 0.90) (.= 93)
of cut ps0.3D ( ) Ap £ 0.5D (D > ©3)
Ap £ 0.5D (D > @3) :
Carbon steel. Castiron
Work Alloy steel. Die steel Stainless steel
material PUURESIR RO, LIS Ay 0 (<35HRC) AISI1304, aisi1316
Cutting speed {mm/min) Cutting speed (mmimin) Cutting speed (mmimin} Cutting speea {mmimin)
@0 (mm) | Revimin'} Rev{min ") Rev(min") Rev(min")
2 Flutes 4 Flutes 2 Flutes 4 Flutes 2 Flutes & Flutes 2 Flutes 4 Flutes
1 18000 150 240 10000 80 o8 6000 a5 58 5000 30 48
Z 11000 220 320 5500 80 108 3600 55 1] 3000 45 58
3 8500 240 350 4250 100 120 2650 BS BO 2200 58 BB
4 7000 290 440 3800 145 216 2200 ] 132 1500 20 108
5 6000 345 520 3000 150 228 1800 a0 140 1200 85 118
;] 5500 385 600 2650 170 252 1600 85 144 1100 105 128
8 4000 400 800 2000 180 272 1200 85 144 800 110 132
10 3200 360 540 1600 155 236 950 75 118 650 85 118
12 2560 295 440 1350 130 200 800 BS 28 500 75 a2
18 2000 225 336 1000 85 144 600 50 72 400 60 72
20 1600 180 272 800 80 120 500 40 80 320 48 56
Matters need attention in usage
1. it no good rigidity of the work piece, ar noisa h whean duca the

rotation rate of feed raie moderataly.
2. i processing with sudden feed way, please raduce the fesd rale to 1/3. :
3. Piease take the wet-type processing when cutting stainiess steel. E g. when cutting stainless
steel of Austenite, the most efficianl way is to usa non-waler-soluble cutling fiuid.




Cutting Data Specification

Side Milling - Standard Type 2/4 Flutes

Ae £0.1D (D = 93)
Shage Ae £0.2D (D > 93)
Ap < 1.5D
Carbon steel. Castiron
Work Alloy steel. Die steel Stainless steel
St Aluminium Alloy, cuprum MSI10:3§0§!CRI6,FCZSO (<35HRC) AISI1304, aisi1316
Cutting speed (mm/imin) Cutting speed (mmimin| Cutting spesd (mmimin) Cutting speed (mm/min)
@D (mm) Rew(min"') Rev(min") Rev(min") Rev(min")
2 Flutes 4 Flutes 2 Flutes 4 Flutes 2 Flutes 4 Flutes 2 Flutes &4 Flutes
1 30400 240 480 16000 98 182 8800 58 80 8OO0 48 77
2 17600 as2 640 BAOO 144 216 5760 B8 108 4800 72 80
3 13800 384 696 6800 160 240 4240 104 128 3520 88 108
4 11200 584 880 5760 288 432 3520 176 212 2400 88 173
5§ 8600 888 1040 4800 304 456 2880 184 224 1920 B8 188
- BBOO 782 1200 4240 336 504 2560 182 23 1760 104 208
B 8400 800 1200 3200 380 544 1920 182 FEh] 1280 104 212
10 5120 720 1080 2560 312 472 1520 152 186 1040 88 188
12 4240 582 880 2180 264 400 1280 128 154 BOO 72 148
18 3200 448 872 1600 162 288 860 86 118 640 56 118
20 2560 360 544 1280 160 240 800 B0 @8 512 48 80
Slot Milling - Standard Type 2/4 Flutes
el AE =D
Ap<0.1D (D < 2)
Shage Ap < 0.3D (625 D s 03 ApS 0.90 (S 39}
of cut ps0.3D ( ) Ap £ 0.5D (D > ©3)
Ap < 0.5D (D > 93) :
Carbon steel. Castiron
Work Alloy steel. Die steel Stainless steel
material PUURESIR RO, LIS Ay 0 (<35HRC) AISI1304, aisi1316
Cutting speed {mm/min) Cutting speed (mmimin) Cutting speed (mmimin} Cutting speea {mmimin)
@0 (mm) | Revimin'} Rev(min ) Rev{min') Rev(min")
2 Flutes 4 Flutes 2 Flutes 4 Flutes 2 Fiutes 4 Flutes 2 Flutes 4 Flutes
1 30400 240 384 16000 g6 154 86800 56 80 8000 48 i
2 17800 352 512 8800 144 173 5760 88 100 4800 72 80
3 13600 384 560 6800 160 192 4240 104 128 3520 88 108
4 11200 484 704 5760 232 346 3520 144 212 2400 88 173
] 8800 §52 832 4800 240 365 2880 144 224 1820 88 186
[ 8800 832 860 4240 272 404 2560 152 )| 1760 104 205
-} 6400 B840 860 3200 288 436 1920 152 23 1280 104 212
10 5120 576 B64 2560 248 378 1520 120 188 1040 B8 188
12 3200 472 704 2160 208 320 1280 104 154 B0O 72 148
18 2560 380 538 1600 152 231 860 80 116 640 56 118
20 2000 288 736 1280 128 192 B00 B4 85 512 48 20
Matters need attention in usage
1. lf no good rigidity of the work pisce, or noisa happ whean dh the

rotation rate or feed raie moderataly.

2. if processing with sudden feed way, please raduce the fead rateto 1/3.

3. Please take the wet-type processing when cutting stainiess stesl. £ g. when cutling stainless
steal of Austenite, the most efficient way is to usa non-water-solubles cutling fiuid.
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Non - standard tool

-

74-09

74-01

74-10

74-02

74-03

T4-04

74-27

74-05

7408 74.07

74-07




Non - standard tool

75-17

75-18

76-19

75-20

75-21

18
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E micro digmeter 2 futes square and mills 2 futes square eed midy Leng shank 2 fules square end miks Lang flute 2 flutes square end mills
<C 004 005 008 007
Lil
— For sininless steel processing 3 futes 3 futes sguare and mils 4 Nites sguare snd mills Far stainless sinel processing 4 lutes
m squnne #5d mills sgquate and mills
i e e —
U o008 o009 010 011
Long shank 4 flutes square &nd mille Long fute 4 Nules square and mie High heiir angie 2 fltes square end mills High hef sngle & Nutes square end mills & futes squase end milln
012 013 014 015 018
Long Nute 8 Hutes square end milly misro diameter 2 flutes ball pose sod milly 2 Nutes Dall s2ee ead milly Lang 2 Bedes ball pose end milly 4 Nutes bali nose end milly
017 018 018 020 021

Long shunk 4 Nutes ball nose end mills

2 Nuten comel radivs ena mills

Long shank 2 Nutes comet radius end mills

—

4 Nsten cornat radive ena mills

_ |

Long shank 4 Nutes corner radius end mills

Isgquare end mills

2 Nutes sguare end mills

3 Nutes square snd mills

il noss end mills

022 23 024 025 028
§ Nutes cornar redius end milts 2 Nuten cornar mdius end milly 3 Nutes carner radius and milly 4 futes corner radies and madls For aluminjum alloy procesning 2 flutes
squate end mills
027 028 o029 030 031
For miuminium stlay processing 3 flutes For aluminiim alloy processing long fute Far aluminige aiisy processing losg fluly For atlumvuum slioy processing 2 flutes Alyminiym 3 Gtade Ball special cutter

032 033 034 035 038
3 flutes raughing end mills 4 Nutes roeghing and milly 2 Hutes slot cutters Lang Neck short 2 Aules square and mills Lang nack short flute 2 Nutes bal| nose
and mills
| | |
037 038 039 040 041




Long neck shor Mule 2 fites comer Taper flute 2 flules squa end milis Taper Bute £ kyies square end mills Taper figis 2 Sutes ball nose apd mills
radius and miils
042 043 045 0486
2 blade eutter drill £5' [ 80" L-grooie cutiars 60% ) 50° 1 120" V-groove cuttens 80" canlir drilis
; —- B | ee—
el | ——— | —
047 D48 D49 050

STTIW ANV 3dI9dVD

2131 & Nuytes corner rounding cullers

&0 1 807 1 120° 2. NC spolling drills

Precaion Machine Resmer

Wocro-giameter crll fungsten stea!

Standard 2 blade high-speed dnil

standard 2 ftes
— 4 - -—— A i e N e I I
e——Tms———— m

051 052 053 054 055
High+speed tungsien steel drlll Duanten High-speed tungsten steel erill Duaares Tuspates steel rod (Derin) Solig Carbide Saw Mills Welding type standard 4 flutes lungstan
fypt within the cold 2 fluten [Jud) fype within the cold 2 Hutes (Sxdi stwal linighing milly

. K k]

0586 057 058 059 060
Wolding standard 3 Butes tungsten steel Waiding thick steel cutter blade-type Tenguten welding steel T-blale cutter Tungstern weidiag steal T-bage cutter Tunguter steel bisde waiding sels
finighing milts fungsten (hoeth havei} {The wreng Inomm) oughing cutter

061 062 063 064 U 065

Tungsten welding siee] biade cutier sleeve

066
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NC MILLING CUTTERS
& CUTTER HEADS
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HIGH PRECISION
BORING CUTTERS
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Artykuty Techniczne "Tar-G"
Kiljan Robert
ul.Chrobrego 34/19
26-600 Radom
telefon: 605 300 157
e-mail: biuro@tar-g.pl

www.tar-g.pl




