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Changzhou SUCO tools co., LTD. Is the production of various kinds of high quality,
precision carbide cutting tools, can meet the IT industry, aerospace, automotive, medical,
watches, mould processing requirements, such as carbon steel, alloy steel, cast iron, non-
ferrous metal, stainless steel, titanium alloy and other materials processing, and undertake
the design and manufacture of various non-standard cutting tools.

Companies adhering to the "people-oriented, professional dedication, pursuit of
excellence" business philosophy, is willing to "do first—class enterprise, do the best
products” spirit of enterprise, efficient service in the world manufacturing industry!
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Suco®
S550 R/MEFET] [H] [@[9] @] @]

Micro path milling cutter

WC=87 Co=12 HRA=91.8 #ii=4000N/mm® #FE=04um b | &ETa

D=12 et

D> 12 R

M fitunitimen |

D Le d L
.16 0.3 4 50
0.2 0.4 4 50
0.3 0.6 4 50
0.4 0.8 4 50
0.5 1 4 50
0.6 1.2 4 50
0.7 1.4 4 50
0.8 1.6 4 50
0.9 1.8 4 50

S550 #WMNERT] EIEEE

Micro trail spher mill

WC=87 Co=12 HRA=91.8 #iiT=4000N/mm*® HiFE=04um D 448 Tol
D12 o
D12 i

M T unit[mm )

d
Le
% _ L p

R Le d L

0.1 04 4 &0
0.15 0.6 4 B0

0.2 0.8 4 50
0.25 1 4 50

03 1.2 4 &0
0.356 1.4 4 50

0.4 1.6 4 50
0.45 1.8 4 50




BEFEBESESET | Solid Carbide Endmills

S550 f/MEFET)

Micro path milling cutter

WC=87 Co=12 HRA=91.8 HiT=4000N/mm® RE=04pm

D=12

D12

s

D Lc d L
0.15 0.3 4 50
0.2 0.4 4 50
0.3 0.6 4 50
0.4 0.8 4 50
0.5 1 4 50
0.6 1.2 4 50
0.7 1.4 4 50
0.8 1.6 4 50
0.9 1.8 4 50
S550 HUNEERT) ENSIENES
Micro trail spher mill
WC=87 Co=12 HRA=91.8 #i#=4000N/mm’ ##E=0.4um D | &MTo
D12 ke
D12 il
Bfunitiram )
dl
+ L ¥
R Le d L
0.1 0.4 4 50
0.156 0.6 4 50
0.2 0.8 4 50
0.25 1 4 50
0.3 1.2 4 50
0.36 1.4 4 50
0.4 1.6 4 50
0.45 1.8 4 50




$580 WNEFT = [IENAC

Micro path milling cutter

WC=87 Co=12 HRA=925 ##T=4000N/mm"® E=04um O | 4Tl

D=12

={.02

D12 R

M fitunitimen |

'

D L d L
0.15 0.3 4 50
0.2 0.4 4 50
0.3 0.6 4 50
0.4 0.8 4 50
0.5 1 4 50
0.6 1.2 4 50
0.7 1.4 4 20
0.8 1.6 4 50
0.9 1.8 4 50

$580 WNEH) HISEIE

Micro trail spher mill

WC=87 Co=12 HRA=92.5 #i#f=4000N/mm® #I#=04um D | @
D12 L. 8
D12 . 3
-Illﬁunitlmrnil
T ——— d

I ‘Lc
L

&
L

R Le d L
0.1 0.4 4 50
0.15 0.6 4 B0
0.2 0.8 4 50
0.25 1 4 50
0.3 1.2 4 50
0.356 1.4 4 50
0.4 1.6 4 B0
0.45 1.8 4 50




BEFEBESESET | Solid Carbide Endmills

S650 BUNEET) NEANNE

Micro path milling cutter

WC=86 Co=13 HRA=93.5 Hi#=4200N/mm® #I##=03pm D 2% Tal
D=17 .u?nz
D12 .u'?us

M frunitisem |

-
L

D Le d i
0.15 0.3 4 50
0.2 0.4 4 50
0.3 0.6 4 60
0.4 0.8 4 50
0.5 1 4 50
0.6 1.2 4 50
0.7 1.4 4 50
0.8 1.6 4 50
0.9 1.8 4 50

S650 H/INEIRT) NSNS

Micro trail spher mill

WC=86 Co=13 HRA=03.5 #{#=4200N/mm* Hf#=0.3um o £ Tol

D=12

=0.02

D12 .o

M fitunitfrm |

w

R Le d L
0.1 0.4 4 50
0.15 0.8 4 50
0.2 0.8 4 50
0.25 1 4 50
0.3 1.2 4 50
0.35 1.4 4 50
0.4 1.6 4 50
0.45 1.8 4 50




suco®
550 RAET =UEAC

Deep groove milling cutter

WC=87 Co=12 HRA=91.8 #if=4000N/mm® #ifE=04um o | 48Tl
D=12 B
D>12 g
M fitunitimen |
i
d. —] e .

- Lt

—_—— . :

- L i
D Lc L1 d i
1 2 4 4 50
1 2 6 4 50
1 2 8 4 60
1 2 10 4 B0
1 2 12 4 50
1.5 3 6 4 50
1.6 3 8 4 60
1.b 3 10 4 b0
1.5 3 12 4 50
1.5 3 16 4 50
2 4 6 4 60
2 4 8 4 B0
2 4 10 4 50
2 4 12 4 50
2 4 16 4 60
2 4 20 4 60
2 4 25 4 60
2 4 30 4 70
3 6 10 6 50
3 6 12 6 B0
3 6 16 6 60
3 6 20 6 60
3 6 25 B 70
3 6 30 6 70
4 8 12 6 60
4 8 16 6 60
4 8 20 B 70
4 8 25 & 70
4 8 30 6 80
5 10 12 6 60
5 10 16 B 60
b 10 20 6 70
5 10 25 6 70
1 10 30 6 80




BEFEBESESET | Solid Carbide Endmills

S550 FiGER7)

Deep groove spher mill

WC=87 Co=12 HRA=91.8 ##=4000N/mm’® H#==0.4pm

1] 22 Tl
D12 .u?nz
D>12 .u'?ua
M franitierm |
s B
-3 S——
Le

¥

R Lec L1 d L
RO.6 2 4 4 b0
RO.5 2 6 4 60
RO.6 2 8 4 60
RO.6 2 10 4 B0
RO.5 2 12 4 b0

R0O.75 3 6 4 60
R0O.75 3 8 4 60
R0.76 3 10 4 50
R0.75 3 12 4 50
R1 d 6 4 50
R1 4 8 4 50
R1 & 10 4 50
R1 4 12 4 50
R1 4 16 4 50
R1.6 6 8 6 60
R1.5 6 10 5 50
R1.6 6 12 ) B0
R1.6 5} 16 6 60
R1.56 5] 20 6 60
R1.5 6 25 5 70
R1.56 B 30 B 70
R1.6 i} 35 B 80
R2 8 10 B 60
R2 8 12 6 60
R2 8 18 B 60
R2 8 20 B 70
R2 8 25 3] 70
R2 8 30 6 80
R2 8 3b B 80
R2 8 40 6 S0
R2 8 45 3] 100
R2 8 50 6 100
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S550 FiBET]
Deap groove milling cutter

12 HRA=91.8 Hi#F=4000N/mm® #E=04um

=87 Co

WG

={.02

D=12

={.0%

M fitunitimen |

D12
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BEFEBESESET | Solid Carbide Endmills

S550 RiGER7] E [i] [ﬁ} [@J [@ﬂ

Deep groove spher mill

WC=87 Co=12 HRA=91.8 #Hi#7=4000N/mm® #I#E=0.4um b L% Tal
D=12 Py
D>12 e
M flrunitisam |
- 5
d -3 S——
Lo

v

R Le L1 d L
RO.5 2 4 il 50
RO.5 2 B 4 50
RO.5 2 8 4 60
RO.5 2 10 4 50
RO.5 2 12 4 50

RO.75 3 6 4 50
RO.75 3 8 4 60
R0.75 3 10 4 60
RO.75 3 12 4 60
R1 4 6 4 50
R1 4 8 4 60
R1 é 10 4 50
R1 A 12 4 50
R1 &4 16 4 50
R1.5 6 8 6 60
R1.5 3] 10 6 50
R1.5 6 12 6 50
R1.5 6 16 6 60
R1.5 6 20 ] 60
R1.5 6 25 6 70
K15 6 30 6 70
R1.5 6 35 6 80
R2 8 10 6 60
R2 8 12 6 60
R2 8 16 6 60
R2 8 20 6 70
R2 8 25 6 70
R2 8 30 6 80
R2 8 35 B 80
R2 8 40 6 S0
R2 8 45 6 100
R2 8 50 6 100




suco®
580 R e (@) (&) ms)

Deep groove milling cutter

WC=87 Co=12 HRA=92.5 #i#7=4000N/mm’® $I#E=04um D | 4Tl

D=12

={.02

D12 R

M fitunitimen |

L1

I 1
L J

L1

10
12

10
12
16

10
12
16
20
25

10
12
16
20
2B

12
16
20
26

12
16
20
25

Slole|le|lo|lo oo ao|leoloo|slblealealelelplprlwlvlvlwlwv(pipipinl B

s|18l8l8|z|z58|8|a|c8|8|8|8|1=|8|8|8/85\8|8|8\8\8\8|8|8|8|8|&|8|8| "
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L
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BEFEBESESET | Solid Carbide Endmills

S580 EiGTR7)

Deep groove spher mill

WC=87 Co=12 HRA=92.5 #i{f=4000N/mm’® ##&=0.4um

D S Tl
D=12 Py
D12 e
i frunitisam |
Vg
1 e
Lc

¥

-

R Lo L1 d L
RO.5 2 4 4 50
RO.5 2 6 4 50
RO.5 2 8 4 50
RO.5 2 10 4 50
RO.5 2 12 4 50

R0.75 3 6 4 50
RO.75 3 ] 4 50
RO.75 3 10 4 50
R0.75 3 12 4 50
R1 4 B 4 50
R1 o 8 4 50
R1 4 10 & B0
A1 4 12 4 50
R1 4 16 4 50
R1.5 6 8 6 50
R1.5 6 10 B B0
R1.5 6 12 6 50
R1.5 6 16 6 60
R1.5 6 20 6 60
R1.5 6 25 6 70
R1.5 6 30 B 70
R1.5 6 35 B 80
R2 8 10 B 60
R2 8 12 6 60
R2 8 16 B B0
R2 8 20 6 70
R2 8 25 6 70
R2 8 30 B 80
R2 8 35 6 80
R2 8 40 6 90
R2 8 45 6 100
R2 8 50 6 100
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S$650 ERiAET]
Deep groove milling cutter

13 HRA=93.5 H#T=4200N/mm’ FE=03um

=86 l:u=

WG

={.02

D=12

={.0%

M fitunitimen |

D12
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BEFEBESESET | Solid Carbide Endmills

S650 FiGEKT] E [i] [ﬁ} [@

Deep groove spher mill

WC=86 Co=13 HRA=93.5 #{#7=4200N/mm*® H&E=0.3um D

R Le L1 d kL
RO.5 2 4 4 50
RO.5 2 6 4 50
RO.5 2 8 4 50
RO.5 2 10 4 B0
RO.5 2 12 4 50

RO.75 3 6 4 50
RO.75 3 8 4 60
R0.75 3 10 4 B0
RO.75 3 12 4 50
R1 4 6 4 50
R1 4 8 4 50
R1 4 10 4 60
R1 4 12 4 50
R1 4 16 4 50
R1.5 & 8 6 50
R1.5 6 10 6 60
H1.b 6 12 6 50
R1.5 5] 16 6 60
R1.5 3] 20 6 60
R1.5 6 25 & 70
R1.b B 30 B 70
R1.5 6 35 6 80
R2 8 10 B 60
R2 8 12 6 60
R2 8 16 B 60
R2 8 20 6 70
R2 g 25 6 70
R2 8 30 6 80
R2 a8 35 6 80
R2 8 40 6 80
R2 g 45 6 100
R2 8 50 6 100




suco®
S40 =M% = l-IEN S

2 Flute,Standard Length

WC=90 Co=10 HRA=91.2 ##7=3800N/mm* HIF=0.6um o | &ETd

D==12

={.02

D12 R

M fitunitimen |

=
|L-::

B2 4 - - —D
. |
- Le
L

D Lo d L Figure No.
1 3 3 50 E1
1.5 4 3 50 E1
2 B 3 50 FE1
2.5 7 3 50 B
3 B8 3 50 B2
1 3 4 50 B
1.5 4 4 50 B
2 B 4 50 B
2.B F ful B0 B
3 B8 4 50 B
3.5 10 4 50 F1
4 11 4 50 B2
1 3 6 50 B
1.5 4 6 50 E1
2 B 6 50 1
2.5 7 6 50 B
3 8 B 50 E1
3.5 10 6 50 E1
4 11 6 50 B
5 13 6 50 B
6 15 6 50 B2
7 18 R B0 E1
8 20 8 60 2
9 22 10 75 B
10 25 10 75 E2
11 30 12 75 E1
12 30 12 75 F2
14 40 14 100 B2
16 40 16 100 B2
18 45 18 100 B2
20 45 20 100 F2
25 50 25 100 B2

_13_



BEFEBESESET | Solid Carbide Endmills

S480 MY]I¥ET)
4 Flute,Standard Length

WC=80 Co=10 HRA=91.2 ##=3800N/mm® $#E=0.6um

@ 9 "Mﬁ:
—— :
B2 d]l_ geiers =D
1 o
Le
g b B L FigEl‘h.
1 3 3 50 B
1.5 4 3 50 %1
2 6 3 50 B 1
2.5 7 3 50 B 1
3 g 3 50 M2
1 3 4 50 1
1.5 4 4 50 &
2 6 4 50 B 1
2.5 7 4 50 P 1
3 8 4 50 &1
3.5 10 4 &0 E1
4 11 4 50 &2
1 3 6 50 P 1
1.5 4 (3] 50 1
2 B 6 50 B
2.5 7 6 50 1
3 g G 50 P 1
3.5 10 B 50 &1
4 11 6 50 B 1
5 13 6 50 1
6 15 & 50 &7
7 18 8 60 P 1
8 20 g 60 2
9 22 10 75 1
10 25 10 75 &7
11 30 12 75 &1
12 30 12 75 B2
14 40 14 100 2
16 40 16 100 &7
18 45 18 100 %2
20 45 20 100 &7
25 50 25 100 =7




SUCO®
S480 =77} CEEES

2 Flute Ballnose

WC=90 Co=10 HRA=91.2 #{#=3800N/mm* HfE=06um o | &ETol

D=12

={.02

D12 R

M fitunitimen |

B2 e

i ke : - HQE: No.
0.5 2 3 B0 B
05 2 4 50 &
0.75 3 3 50 &)1
0.75 3 4 20 =1
] 4 3 50 &
1 4 4 50 B
.25 5 3 50 &1
1.25 B 4 20 =1
1.5 6 3 50 2
1.5 B 4 50 B
175 7 4 50 &
2 g 4 50 72
05 2 6 50 &
0.75 3 6 50 &
: 4 5 50 &
.25 5 6 50 &
1.5 6 & b0 B
1.75 7 6 50 &
2 3 5 50 &
225 9 6 50 &
2.5 10 & b0 B
2.75 T 6 50 &
3 12 6 80 =2
35 14 g 60 &
4 16 8 60 B2
45 18 10 75 )"
5 20 10 75 12
0.b 22 12 Fis =1
6 24 12 75 2
7 28 14 100 2
8 2 16 100 12
9 36 18 100 =2
10 40 20 100 2

_15_



BEFEBESESET | Solid Carbide Endmills

S480 M71EK7) [EJ[%] [@] [@]

4 Flute,Ballinose

WC=80 Co=10 HRA=91.2 ##=3800N/mm® $#E=0.6um D £ Tol

i
B2 .j:ﬂ —
!
l Le

R Le d L FigErf No.
05 2 3 50 &1
05 2 4 50 =
0.75 3 3 50 &
0.75 3 4 50 &

1 4 3 50 FE 1

: 4 4 50 ™=
1.25 b 3 50 B
1.25 5 4 50 =R
1.5 6 3 50 pE 2
15 6 4 50 ™
1.7/b 7 4 50 EN

2 8 4 50 &2
0.5 2 5] 50 FE 1
0.75 3 6 50 &

1 4 6 50 B
1.25 2] 5] 50 B
15 6 6 50 &1
175 7 6 50 =

2 8 6 50 ™
2.25 9 5] 50 B
25 10 6 50 &1
2.75 11 (5] 50 B

3 12 6 50 2
3.5 14 8 60 B

4 16 8 60 )2
45 18 10 75 ™

5 20 10 75 72
5.5 22 12 75 &

6 24 12 75 FE 2

7 28 14 100 )2

8 32 16 100 2

9 36 18 100 &2

10 40 20 100 FE 2




suco®
450 =7EA7 =090

2 Flute,Cormer Radius

WC=90 Co=10 HRA=91.2 #{#=3800N/mm* HfE=06um o | &ETol

D=12

={.02

D12 003

M fitunitimen |

B 1

Lz

|

)2 d: . e &
Le
L

D R Le d L F,EE:HD* D R Le d L H;r:m
1 0.1 3 2 50 A 8 0.3 20 8 &0 =7
: 0.2 3 4 50 1 8 0.5 20 8 80 =2
: 0.3 3 4 50 =1 8 : 20 8 60 =2
1.5 02 4 A 50 B 8 1.5 20 a8 60 B2
1.5 0.3 4 4 50 B g2 2 20 a8 60 B2
2 0.2 5 4 50 ™ 8 25 20 8 60 2
2 0.3 5 4 50 A1 8 3 20 8 80 —
2 0.5 P 4 50 m1 10 0.3 26 10 75 =2
25 | 02 7 4 50 B 10 0.5 25 10 0 =2
3 0.2 8 3 50 E2 10 : 25 10 75 &2
3 03 8 3 50 =2 10 1.5 25 10 75 B2
3 05 8 3 50 B2 10 2 25 10 Fid 2
3 1 g 3 50 2 10 2.5 25 10 75 E?
3 02 8 4 50 1 10 3 25 10 75 =2
3 03 8 4 50 =1 12 0.3 30 12 75 =2
3 0.5 3 4 50 1 12 05 30 12 75 2
3 1 8 4 50 E1 12 1 a0 12 75 B2
i 02 10 4 50 B2 12 1.6 a0 12 75 2
4 03 10 4 50 Be2 12 2 a0 12 75 B2
4 0.5 10 4 50 Be2 12 2.5 30 12 75 B2
4 ] 10 4 50 &2 12 3 30 12 75 =2
4 1.5 10 4 50 B2
5 0.2 13 6 50 &1
5 0.3 12 6 50 B
L] 0.5 13 51 50 B
5] 1 13 B 50 B
6 0.2 15 & 50 B2
B 0.3 16 B 50 B2
5 05 15 6 50 2
5 1 15 6 50 A2
5 15 15 6 50 A2
6 2 15 B 50 B2

_1?_



BEFEBESESET | Solid Carbide Endmills

S480 M7)[ESK 7] E[QM%]@]

4 Flute,Cormer Radius
WC=90 Co=10 HRA=91.2 #{#=3800N/mm* HfE=06um D 28 Tol
D<12 Py
D> 12 e
W frunitirm |

T
@ d| -— -
T
L
G2 dI -
L

D R Le d L F,EE:HD* D R Le d L H;r:m
1 0.1 3 2 50 R 8 0.3 20 8 &0 &7
: 0.2 3 4 50 1 8 05 20 g 60
: 0.3 3 4 50 =% 8 1 20 8 60 &2
1.5 0.2 4 A B0 B 1 8 1.5 20 a8 60 Ez
1.5 0.3 4 4 50 B 1 g2 2 20 a8 60 £
2 0.2 5 4 50 = 8 25 20 8 60 2
2 0.3 5 4 50 ™ 8 3 20 8 80 —
2 0.5 P 4 50 & 10 0.3 26 10 75
25 | 02 7 4 50 & 10 05 25 10 0 =2
3 0.2 8 3 50 &2 10 1 25 10 75 12
3 03 8 3 50 2 10 1.5 25 10 75 £l
3 0.5 8 3 50 B2 10 7' 25 10 Fid 2
3 1 g 3 50 P 2 10 2.5 25 10 75 E2
3 0.2 8 4 50 X 10 3 26 10 T =
3 0.3 8 4 50 &1 12 0.3 30 12 75 =2
3 0.5 3 4 50 =X 12 05 30 12 75 2
3 1 8 4 50 1 12 1 a0 12 75 2
i 0.2 10 4 50 BE 2 12 1.6 a0 12 75 E3pd
4 03 10 4 50 B 2 12 i a0 12 75 2
4 05 10 4 50 B2 12 25 30 12 75 Bl
4 1 10 4 50 B2 12 3 30 12 75 L
4 1.6 10 4 50 B2

5 0.2 13 6 50 X

5 0.3 12 6 50 =

L] 0.5 13 51 50 B 1

5] 1 13 B 50 B 1

6 0.2 15 & 50 B2

B 0.3 16 B 50 B2

5 05 15 6 50 2

5 1 15 6 50 2

5 15 15 6 50 2

6 2 15 B 50 FE 2




suco®
450 7NN =lHEIA

2 Flute,with long Stank Length

WC=90 Co=10 HRA=91.2 ##F=3800N/mm® H#==0.6um D“ﬂ [ L
b -0.02

D>12 g
4 unitlm |
m d =i - ==SI0|

Le

D L d L Fm;':m_
3 12 4 Fis 1
4 14 4 75 @2
5 18 6 75 T
6 21 6 75 2
B8 28 8 Fis =
3 12 4 100 2
4 16 4 100 1
5 20 6 100 #)
6 24 6 100
: 32 8 100
10 40 10 100 2
12 45 12 100 ¥)
G 4b 6 180 F 2
50 8 150 @2
10 55 10 150 w2
12 60 12 150 @2
16 6b 16 180 &2
20 75 20 150 @2
25 75 25 150 w2

_1l;|_



BEFEBESESET | Solid Carbide Endmills

S480 M7 micFE 7 E [EJ [%] [%] [ﬂﬂ

4 Flute,with long Stank Length

WC=80 Co=10 HRA=91.2 ##=3800N/mm® $#E=0.6um D 21 Tol

D=12

D12

=
i
L
L
I
I
I
2
=

m2 dl ﬂ '
| I_._L-:_:._:l
- L S ——
B L 4 k Figﬁ?ﬂu.
3 12 4 75 iy
4 14 4 75 E2
5 18 B 75 G
B 21 6 75 %2
g8 28 8 75 iy
3 12 4 100 E2
4 16 4 100 G
5 20 B 100 2
6 24 6 100 2
8 32 B 100 =2
10 40 10 100 &2
12 45 12 100 2
5 45 6 160 2
8 50 B 150 =2
10 55 10 150 E2
12 60 12 150 %2
16 65 16 150 &2
20 75 20 160 =2
25 75 25 160 &2




SUCO®
S480 =7 MK CEEES

2 Flute Ballnose, with long shank length

WC=90 Co=10 HRA=91.2 #{#=3800N/mm* HfE=06um o | &ETol

D=12

={.02

D12 R

M fitunitimen |

R Le d L FigErf No.
05 2 6 75 1
05 2 6 100 1
0.75 3 (5] Fis 1
0.75 3 6 100

1 4 6 75 B

: 4 6 100 1
1.25 b (5] Fis 1
1.25 5 6 100
1.5 6 6 75 1
15 6 6 100 1
1.7/b 7 (51 100 B

2 8 6 75 =1

2 8 6 100 1
25 10 6 75 1
25 10 6 100 1

3 12 6 Fis B2

3 12 6 100 %2

3 12 6 150 2

4 16 8 75 2

4 16 8 100 B2

4 16 8 150 w2

5 20 10 100 2

5 20 10 150 2

6 24 12 100 B2

8 24 12 150 2

7 28 14 150 12

8 32 16 150 m2

9 36 18 150

10 40 20 150 2

=M=



BEFEBESESET | Solid Carbide Endmills

S480 M 7)<k 7]

4 Flute Ballnose,with Long Shank Lengh

WC=80 Co=10 HRA=91.2 ##=3800N/mm® $#E=0.6um

R Le d L FigErf No.
05 2 6 75 1
05 2 6 100 1
0.75 3 (5] Fis 1
0.75 3 6 100

1 4 6 75 B

: 4 6 100 1
1.25 b (5] Fis 1
1.25 5 6 100
1.5 6 6 75 1
15 6 6 100 1
1.7/b 7 (51 100 B

2 8 6 75 =1

2 8 6 100 1
25 10 6 75 1
25 10 6 100 1

3 12 6 Fis B2

3 12 6 100 %2

3 12 6 150 2

4 16 8 75 2

4 16 8 100 B2

4 16 8 150 w2

5 20 10 100 2

5 20 10 150 2

6 24 12 100 B2

8 24 12 150 2

7 28 14 150 12

8 32 16 150 m2

9 36 18 150

10 40 20 150 2




sSuUco®
$480 = MAKESAT) (JEANME=

2 Flute Corner Radius,with Long Shank Lengh

WC=90 Co=10 HRA=91.2 #{#=3800N/mm* HfE=06um o | &ETol

D==12

={.02

D12 R

M fitunitimen |

Lc

P i, LE g L ﬁgﬁfﬂn.
3 0.3 8 3 75 2
3 0.5 B 3 76 FE 2
3 | 8 3 75 &2
4 0.3 10 4 75 2
4 0.5 10 4 75 2
4 1 10 a4 i =2
4 1.5 10 i Fi= B2
4 0.3 16 4 100 2
4 0.5 16 4 100 &2
6 0.3 15 6 75 &2
6 0.5 15 6 75 2
6 0.3 18 6 100 k2
6 0.5 18 6 100 a2
6 1 18 6 100 2
6 15 18 6 100 2
6 2 18 6 100 B2
8 03 20 8 75 2
8 0.5 20 8 75 2
8 03 24 8 100 @2
8 0.5 24 8 100 &2
8 1 24 8 100 2
8 16 24 8 100 w2
8 2 24 8 100 2
8 25 24 8 100 2
8 3 24 8 100 2
10 0.3 30 10 100 B2
10 0.5 30 10 100 2
10 i 30 10 100 w2
10 15 30 10 100 @2
10 2 30 10 100 2
10 25 30 10 100 2
10 3 30 10 100 &2
12 03 35 12 100 2
12 05 35 12 100 2
12 1 35 12 100 2
12 1.5 35 12 100 B2
12 2 35 12 100 2
12 25 35 12 100 2
12 3 36 12 100 &2

=33=



BEFEBESESET | Solid Carbide Endmills

S480 M7IAKE S ) i 50 (D) (e

4 Flute Corner Radius,with Long Shank Lengh

WC=90 Co=10 HRA=91.2 #{#=3800N/mm* HfE=06um D 28 Tol

1 d]- - -

= & _-L

B2 dl} - -

g i L g L ﬁgﬁ:uu.
3 03 8 3 75 2
3 0.b 8 3 75 B2
3 : 8 3 75 @2
4 03 10 4 75 2
4 0.5 10 4 75 2
4 1 10 4 75 B2
& 1.5 10 4 75 2
4 0.3 16 4 100 w2
4 0.5 16 4 100 2
6 0.3 15 6 75 2
6 0.5 15 6 76 [E 2
6 03 18 6 100 @2
6 0.5 18 6 100 @2
6 ! 18 6 100 2
6 15 18 6 100 2
B 2 18 6 100 2
8 03 20 8 75 @2
8 0.5 20 8 75 &2
8 03 24 8 100 TF
8 0.5 24 8 100 2
8 1 24 8 100 B 2
8 15 2 g 100 @2
8 2 2 8 100 2
8 25 24 8 100 2
8 3 24 8 100 B2
10 0.3 30 10 100 2
10 05 30 10 100 TE
10 : 30 10 100 2
10 1.5 30 10 100 B 2
10 2 30 10 100 2
10 25 30 10 100 TF
10 3 30 10 100 2
12 03 35 12 100 @2
12 05 35 12 100 2
12 1 35 12 100 2
12 15 35 12 100 o,
12 2 35 12 100 @2
12 25 35 12 100 @2
12 3 35 12 100 B 2




suco®
S550 =717 = HIEIAIT

2 Flute,Standard Length

WC=87 Co=12 HRA=91.8 #ii7T=4000N/mm’ ###=04um o | &=l

D=12

={.02

D12 R

M fitunitimen |

m2 d * S -0
{ Le
L
0 Lo d . Figure No
1 3 3 50 B
1.5 4 3 50 B
2z 6 3 50 1
2.5 7 3 b0 1
3 8 3 50 B2z
1 3 4 50 B
1.5 4 4 50 B
Z2 6 4 50 1
2.b Fi 4 50 B
3 8 4 50 E1
3.5 10 4 60 B
4 11 4 b0 2
1 3 B 50 B
1.5 4 6 50 B
2 6 & 50 =2
25 7 G B0 1
3 8 6 50 E1
3.5 10 B b0 B
4 11 6 50 =2
B 13 3] a0 B
6 16 B 50 B2
7 18 8 60 B
B 20 8 60 A2
9 22 10 /b 1
10 25 10 i B2
11 30 12 75 BH1
12 30 12 75 B2
14 40 14 100 HE2
16 40 16 100 B2
18 45 18 100 B2
20 45 20 100 2
25 50 25 100 2




BEFEBESESET | Solid Carbide Endmills

S550 M7]¥ET)
4 Flute,Standard Length

WC=87 Co=12 HRA=91.8 #iT=4000N/mm’® $fE=0.4um

Le

e b B L FigEl‘h.
1 3 3 50 B
1.5 4 3 50 1
2 6 3 50 B
2.5 7 3 50 E1
3 g 3 50 M2
1 3 4 50 1
1.5 4 4 50 B
2 6 4 50 B
2.5 7 4 50 1
3 8 4 50 &1
3.5 10 4 50 51
4 1 4 50 #2
1 3 6 50 A1
1.5 4 (3] 50 1
2 6 6 50 B
2.5 7 6 50 =1
3 3 6 50 1
3.5 10 6 50 &1
4 1 6 50 B
5 13 6 50 =1
6 15 6 50 2z
7 18 8 B0 1
8 20 8 60 B2
9 22 10 75 & 1
10 25 10 75 7
11 30 12 75 &1
12 30 12 75 B2
14 40 14 100 2
16 40 16 100 7
18 45 18 100 |2
20 45 20 100 &7
25 50 25 100 =7




Suco®
S550 —718k7] [EJ [@] [@J [@ﬂ

2 Flute Ballnose

WC=87 Co=12 HRA=91.8 #iiT=4000N/mm® H{E=0.4pm 0 | 48T

D==12

={.02

D12 R

M fitunitimen |

M1 o

m2 - - —

. = d L F.gErf No.

05 2 3 310] B
05 2 4 50 &1
0.75 3 3 50 =1
0.75 3 4 b0 ] 1
: ) 3 50 =1

1 4 4 &0 B 1

1.25 5 3 50 51
1.2b b 4 b0 21
15 6 3 50 7
1.5 6 4 &0 B 1
1.75 / 4 50 &1

2 a8 4 b0 B

05 2 6 50 1

075 3 6 50 &1
1 4 5 50 =1
1.2b L 5} B0 1
1.5 6 5] b0 E1
1.75 7 6 50 &1
2 4 5 50 51
2.2b 9 5} 310 1
2.5 10 6 &0 BE1
275 1 5 50 &1

3 12 51 &0 1z 2
3.5 14 a8 60 =1

4 16 8 60 B2
45 18 10 75 &1

5 20 10 75 57
b.b 22 12 Fis) 1

6 2 12 75 7

7 28 1 100 2

8 32 16 100 7

9 36 18 100 E2
10 40 20 100 7

_2?_



BEFEBESESET | Solid Carbide Endmills

S550 M7IEK7) [EJ [%’] {] [@ﬂ

4 Flute,Ballinose

WC=87 Co=12 HRA=91.8 #iT=4000N/mm® HE=0.4um D £ Tol

o T
1 .
|
T
3 ;.: II -
R Le d L FigErf No.

05 2 3 50 @)1
05 2 4 50 a1
0.75 3 3 650 B
0.75 3 4 50 @1
1 4 3 50 E1
p 4 4 50 a1
1.25 5 3 50 B
1.25 5 4 50 1
1.5 B 3 50 H2
15 6 4 50 @1
1.75 7 4 50 =3
2 8 4 50 =2
0.5 2 6 50 E1
0.75 3 6 50 1
1 4 6 &0 1
1.25 5 6 50 &1
15 6 6 50 @)1
1.75 7 6 50 1
2 8 6 50 E1
2.25 9 6 50 &1
25 10 6 50 @)1
2.75 1 6 50 3
3 12 5 50 =2
3.5 14 8 60 &1
4 16 8 60 @2
45 18 10 75 a1
5 20 10 75 =2
5.5 22 12 75 @1
6 24 12 75 2
7 28 14 100 2
8 32 16 100 =2
9 36 18 100 &2
10 40 20 100 B2




suco®
Ss50 =7EA =090

2 Flute,Cormer Radius

WC=87 Co=12 HRA=91.8 #iiT=4000N/mm® H{E=0.4pm 0 | 48T

D=12

={.02

D12 R

M fitunitimen |

" 4
E1 d| i i D_T.

i il
Lc
-
————_ R .

| < citeas i T D
Le
L

D R Le d L F,EE:HD* D R Le d L H;r:m
1 0.1 3 2 50 A 8 0.3 20 8 &0 =7
: 0.2 3 4 50 1 8 0.5 20 8 80 —
1 0.3 3 4 50 B 8 1 20 8 60 E2
1.5 0.2 4 A 50 B 8 1.5 20 a8 60 B2
1.5 0.3 4 4 50 B g2 2 20 a8 60 2
2 0.2 5 4 50 ™ 8 25 20 8 60 2
2 0.3 5 4 50 A1 8 3 20 8 80 —
2 0.5 P 4 50 m1 10 0.3 25 10 75 —
25 | 02 7 4 50 B 10 0.5 25 10 0 m2
3 0.2 8 3 50 E2 10 1 25 10 75 B2
3 03 8 3 50 =2 10 1.5 25 10 75 B2
3 0.5 8 3 50 B2 10 2 25 10 Fid 2
3 1 g 3 50 2 10 2.5 25 10 75 Bz
3 0.2 8 4 50 1 10 3 26 10 T —
3 0.3 8 4 50 =1 12 0.3 30 12 75 &2
3 0.5 3 4 50 1 12 05 30 12 75 B2
3 1 8 4 50 E1 12 1 a0 12 75 B2
i 0.2 10 4 50 B2 12 1.6 a0 12 75 B2
4 03 10 4 50 P2 12 2 a0 12 75 B2z
4 05 10 4 50 Be2 12 25 30 12 75 E2
4 1 10 4 50 B2 12 3 30 12 75 B2
4 1.6 10 4 50 =2

5 0.2 13 6 50 &1

5 0.3 12 6 50 B

L] 0.5 13 51 50 B

5] 1 13 B 50 B

6 0.2 15 & 50 B2

B 0.3 16 B 50 B2

5 05 15 6 50 2

5 1 15 6 50 A2

5 15 15 6 50 A2

6 2 15 B 50 B2




BEFEBESESET | Solid Carbide Endmills

S550 M7IER 7 E[m [%]@[@]

4 Flute,Cormer Radius
WC=87 Co=12 HRA=91.8 HiT=4000N/mm’ #f2=0.4um b | ZHTa
D<12 Py
D> 12 e
M fSrunitirmm |
T
|1 d|- — Fi————
!
e |
2 -
1
L
D R Le d L F,EE:HD* D R Le d L H;r:m
1 0.1 3 4 50 B 8 0.3 20 8 60 E?
1 0.2 3 ¢ 50 B 1 8 0.5 20 8 60 =2
1 0.3 3 4 50 E1 8 1 20 8 60 E2
1.6 0.2 4 4 50 B 8 1.5 20 a8 g0 2
1.6 0.3 4 4 50 B 8 2 20 8 &80 £
2 0.2 (& 4 50 1 8 2.5 20 8 60 2
2 0.3 (5] 4 50 B 8 3 20 8 50 E2
2 0.5 6 ¢ 50 B 10 0.3 25 10 Fi =2
2.5 0.2 7 4 50 B 10 0.5 25 10 75 E2
3 0.2 B 3 50 B2 10 1 25 10 75 B2
3 0.3 8 3 50 B2 10 1.5 25 10 75 &2
3 0.5 B 3 50 B2 10 2 25 10 Fis) 2
3 1 B 3 50 B2 10 2.5 25 10 75 E2
3 0.2 B 4 50 B 10 3 25 10 75 =2
3 0.3 B 4 50 B 12 0.3 30 12 75 E2
3 0.5 B 4 50 B 12 0.5 30 12 75 2
3 1 8 4 50 B 12 1 30 12 75 2
il 0.2 10 4 50 B2 12 1.b 30 12 Fis £
4 0.3 10 4 50 B2 12 2 30 12 75 2
4 0.5 10 4 50 Be2 12 2.5 30 12 75 L
4 1 10 4 50 Bz 12 3 30 12 75 L
4 1.6 10 4 50 B2
5 0.2 13 6 50 B 1
5 0.3 13 6 50 FE1
5 0.5 13 6 50 B
b 1 13 & 50 A1
(5] 0.2 15 & 80 B2
6 0.3 15 B 50 B2
(& 0.5 15 6 50 B2
6 1 15 G 50 B2
6 1.5 15 (& 50 B2
4] . 15 & 50 B2




Suco®
S550 Z 71T [m [61@] @

2 Flute,with long Stank Length

WC=87 Co=12 HRA=91.8 #i#i=4000N/mm® HIfE=0.4um D:ﬂ i #i T
=I0.02

D12 -u?m
ST unit{rmen |

I - - ——— | =S90)

Le

m o ~ 2 n
I
o

D L d L Fm;':m_
3 12 4 Fis 1
4 14 4 75 @2
5 18 6 75 T
6 21 6 75 2
B8 28 8 Fis =
3 12 4 100 2
4 16 4 100 1
5 20 6 100 #)
6 24 6 100
: 32 8 100
10 40 10 100 2
12 45 12 100 ¥)
G 4b 6 180 F 2
50 8 150 @2
10 55 10 150 w2
12 60 12 150 @2
16 6b 16 180 &2
20 75 20 150 @2
25 75 25 150 w2

=31=



BEFEBESESET | Solid Carbide Endmills

$550 M7]hn4FE7] [E J [%] [%] [ﬂﬂ

4 Flute,with long Stank Length

WC=87 Co=12 HRA=91.8 ##T=4000N/mm* HE=04um o £ Tl
D=12 Py
D>12 e
¥ frunitiram |
i
1

w2 o
L L
B ko 4 k Hg;nr? No.
3 12 4 75 1
4 14 4 75 B2
5 18 6 75 B
6 21 6 75 A2
8 28 8 75 1
3 12 4 100 B2
4 16 4 100 B
5 20 6 100 A2
6 24 6 100 B2
8 32 8 100 B2
10 40 10 100 B2
12 45 12 100 A2
6 45 6 160 B2
8 50 8 150 B2
10 55 10 160 B2
12 60 12 150 B2
16 65 16 160 B2
20 75 20 150 B2
25 75 25 150 B2




Suco®
$550 —7)hnicEk7] [EJ [@] [@J [@ﬂ

2 Flute Ballnose, with long shank length

WC=87 Co=12 HRA=91.8 #iiT=4000N/mm® H{E=0.4pm 0 | 48T

D=12

={.02

D12 R

M fitunitimen |

g1 d - - -
Le
L !
@
ey
I ol D
R Le d L FigEeru.
05 2 6 75 X
05 2 6 100 1
0.75 3 5] 75 B
0.75 3 6 100 &1
1 4 6 75 FE 1
: 4 6 100 ™
1.25 B 5] 75 B
1.25 5 6 100 &1
1.5 6 6 75 FE 1
15 6 6 100 ™%
1.7/b 7 5] 100 B
2 8 6 75 &1
2 8 6 100 B 1
25 10 6 75 %
2.5 10 6 100 B
3 12 6 Fi= B2
3 12 6 100 2
3 12 6 150 2
4 16 8 75 &2
4 16 8 100 =3
4 16 8 150 2
5 20 10 100 B2
5 20 10 150 &2
6 24 12 100 =3
8 24 12 150 2
7 28 14 150 2
8 32 16 150 A2
9 36 18 150 72
10 40 20 150 FE 2




BEFEBESESET | Solid Carbide Endmills

S550 M 7] k7]

4 Flute Ballnose,with Long Shank Lengh

WC=87 Co=12 HRA=91.8 #iT=4000N/mm’® $fE=0.4um

i Le g a ﬁgﬁfﬂn.
0.5 2 6 75 )1
0.5 2 6 100 1
0.75 3 B 1O B
0.75 3 6 100 @1

1 4 6 75 A1

| 4 6 100 )
1.25 e B Fis B
1.25 5 6 100 @1

1.5 6 6 75 A1
1.5 6 6 100 )
1.75 ) B 100 1

2 8 6 75 @)1

2 8 B 100 A1
25 10 6 75 )
25 10 6 100 &

3 12 6 75 2

3 12 6 100 2

3 12 6 150 2

4 16 8 i+ 2

4 16 8 100 B2

4 16 8 150 2

5 20 10 100 B 2

5 20 10 150 2

6 24 12 100 B2

6 24 12 150 2

7 28 14 150 2

8 32 16 150

9 36 18 150

10 40 20 150 A2




Suco®
$550 —71KEHR 7 [m [GJ@] @ @]

2 Flute Corner Radius,with Long Shank Lengh

WC=87 Co=12 HRA=91.8 #iiT=4000N/mm® H{E=0.4pm 0 | 48T

D=12

={.02

D12 R

M fitunitimen |

Lc

P i, LE g L ﬁgﬁfﬂn.
3 0.3 8 3 75 2
3 0.5 B 3 75 FE 2
3 | 8 3 75 &2
4 0.3 10 4 75 2
4 0.5 10 4 75 2
4 1 10 a4 Fiil =2
4 1.5 10 i /5 B2
4 0.3 16 4 100 2
4 0.5 16 4 100 &2
6 0.3 15 6 75 &2
6 0.5 15 6 75 2
6 0.3 18 6 100 k2
6 0.5 18 6 100 a2
6 1 18 6 100 2
6 15 18 6 100 2
6 2 18 6 100 B2
8 03 20 8 75 2
8 0.5 20 8 75 2
8 03 24 8 100 @2
8 0.5 24 8 100 &2
8 1 24 8 100 2
8 16 24 8 100 w2
8 2 24 8 100 2
8 25 24 8 100 2
8 3 24 8 100 2
10 0.3 30 10 100 B2
10 0.5 30 10 100 2
10 i 30 10 100 w2
10 15 30 10 100 @2
10 2 30 10 100 2
10 25 30 10 100 2
10 3 30 10 100 &2
12 03 35 12 100 2
12 05 35 12 100 2
12 1 35 12 100 2
12 1.5 35 12 100 B2
12 2 35 12 100 2
12 25 35 12 100 2
12 3 36 12 100 &2




BEFEBESESET | Solid Carbide Endmills

S550 M) 04 E & 7) =1 E3N

4 Flute Corner Radius,with Long Shank Lengh

WC=87 Co=12 HRA=91.8 #iT=4000N/mm® ${2=04um o

D A Lo d L FIHE:NQ_
3 0.3 8 3 7B 2
3 05 8 3 75 B2
3 1 8 3 75 B2
4 0.3 10 4 75 %2
4 05 10 4 75
4 1 10 4 75 %2
4 15 10 4 75
4 0.3 16 4 100 E2
4 0.5 16 4 100 2
6 0.3 15 6 75 1)
(5] 0.6 15 3] Fis) &2
6 0.3 18 6 100 2
6 0.5 18 G 100 2
(3] 1 18 3] 100 52
6 1.5 18 5 100
6 2 18 : 100 %2
8 0.3 20 : 75
B 05 20 8 7h =2
8 0.3 24 : 100 %2
8 05 24 : 100 12
8 ] 24 8 100
8 1.5 24 8 100 E2
8 2 24 8 100 A2
8 25 24 8 100
8 3 24 B8 100 42
10 0.3 30 10 100 2
10 05 30 10 100
10 1 20 10 100 )2
10 15 30 10 100 52
10 2 30 10 100 2
10 25 30 10 100
10 3 30 10 100 E2
12 0.3 35 12 100 B2
12 05 35 12 100
12 1 35 12 100 &2
12 15 35 12 100 1 2
12 2 35 12 100 2
12 2.5 35 12 100 2
2 3 35 12 100 %2




$550 [ 71488k 7) i e (BB [

4 Flute,Rough Standard Length

WC=87 Co=12 HRA=91.8 Hi#fi=4000N/mm® HE=0.4um o | &ETd

D=12

={.02

D12 003

M fitunitimen |

P L ; : Fiure o
o 10 6 50 B
5 13 3] 50 FE 1
6 16 6 50 B2
7 20 8 60 E1
8 20 8 60 2
9 25 10 75 FE 1
10 25 10 75 B2
11 30 12 /b B
12 30 12 75 E2
16 40 16 100 2
20 45 20 100 B2
25 50 25 100 B2
S550 §8M= 7488 7) EAMIC
3 Flute,Rough Standard Length for aluninum alloys SiEEMSE W Sespage 1 for quidelines to icons
WC=87 Co=12 HRA=91.8 #i#T=4000N/mm’ #I#&H=0.4pm D | 28T
D12 e
D>12 T
W frunitiraren )
‘il al Y 1
‘ | Lc
L I
|
ai g 2 L Figﬁ!: No.
18 6 50
24 8 60
10 30 10 75
12 36 12 75
16 45 16 100
20 50 20 100




BEFEBESESET | Solid Carbide Endmills

S580 —71¥E7]
2 Flute,Standard Length

WC=87 Co=12 HRA=925 ##=4000N/mm* HfE=0.4pum

B2 =5 -D
L Le

: : : : e
1 3 3 50 E 1
1.5 4 3 50 B
2 6 3 B0 1
2.5 T 3 50 1
3 8 a 50 =2
1 3 4 50 A1
1.5 4 4 B0 1
2 6 4 50 #1
2.6 7 4 50 E1
3 8 4 50 %1
3.5 10 4 50 ] 1
4 11 4 50 B2
1 3 6 50 E1
1.5 4 B 50 E1
2 6 6 50 %] 1
2.5 T 6 50 1
3 8 6 50 =1
3.5 10 B 50 E1
4 11 6 50 ] |
5 13 B 50 # 1
6 15 & 50 Lapd
F 18 8 60 E1
8 20 8 60 ¥ 2
9 22 10 75 %1
10 25 10 75 &7
11 30 12 75 B
12 30 12 75 2
14 40 14 100 Eir)
16 40 16 100 E 2
18 45 18 100 2
20 45 20 100 &2
25 50 25 100 #2




suco®
S580 W) o el (@) (0w

4 Flute,Standard Length

WC=87 Co=12 HRA=92.5 ##7=4000N/mm*® H&E=0.4um o | 4%

D=12

={.02

D12 R

M fitunitimen |

Le

s
@2 dl{— — = -
Le
.[_. L

D Le d L Figﬁfﬂu‘
1 3 3 50 &1
1.5 4 3 50 &1
2 6 3 50 1
2.5 7 3 50 &
3 a 3 50 H 2
1 3 4 50 £
1.5 4 4 50 B
2 B 4 50 &
2.5 7 4 50 #1
3 g 4 50 =1
36 10 4 50 =1
4 1 4 50 &2

1 3 6 50 Gl
1.5 4 B 50 &1
2 6 6 50 E1
2.5 7 B 50 L
3 8 B 50 &1
3.5 10 6 50 &1
4 11 6 50 =
5 13 6 50 B
G 15 B 50 2
7 18 8 60 &1
B 20 8 60 =2
9 22 10 75 B
10 25 10 75 &2
11 30 12 75 &1
12 30 12 75 B2
14 40 14 100 &2
16 40 16 100 B 2
18 A5 18 100 &2
20 45 20 100 B2
25 B0 25 100 &2




BEFEBESESET | Solid Carbide Endmills

S580 —J1Ek7)

2 Flute Ballnose

WC=87 Co=12 HRA=92.5 ##7=4000N/mm® HI#E=04pum

B a

B2 4

=

: l § k FIEI;H: No.

05 2 3 50 1
05 2 4 50 =)
0.756 3 3 50 1
0.75 3 4 50 B
1 4 3 50 1

1 4 4 50 2]

1.26 5 3 50 1
1.26 o 4 50 EN
1.5 B 3 20 B2
1.8 6 4 50 B
1.75 7 4 50 B

2 8 4 50 B2

0.5 2 6 50 1

0.75 3 6 50 B
1 4 6 50 1
1.26 5 6 50 E1
kD 6 6 50 B
1.75 7 6 50 1
2 8 6 50 B
2.25 9 6 50 B
25 10 6 50 B
2,75 11 6 50 B

3 12 6 50 2
3.b 14 8 60 B

4 16 8 60 B2
4.5 18 10 75 1

5 20 10 75 B2
b.b 22 12 /b B

6 24 12 75 B2

7 28 14 100 2

8 32 16 100 2

9 36 18 100 Bz
10 40 20 100 B2




Suco®
S580 M 7)EK7) a {%’] [Wl [@ﬂ

4 Flute Ballnose

WC=87 Co=12 HRA=925 ##=4000N/mm* HfE=0.4pum o | 4%

B B g L FQE:H::_
0.5 2 3 50 B
0.5 2 4 50 Gl
0.75 3 3 50 1
0.75 3 4 50 B
1 4 3 50 B
1 4 4 50 Gl
1.25 5 3 50 1
1.25 5 4 50 B
1.5 6 3 50 2
1.5 3] 4 50 B
1.75 7 4 50 B
2 g 4 50 B2
0.5 2 6 50 B
0.75 3 6 50 B
1 4 6 50 B
1.25 5 6 50 =1
1.5 6 6 50 B
1.75 7 6 50 N
2 g8 6 50 B
2.25 2] 6 50 B
2.5 10 6 50 B
2.75 11 6 50 il
3 12 6 50 2
3.5 14 8 60 3l
4 16 8 60 B2
4.5 18 10 75 Gl
5 20 10 75 2
5.5 22 12 75 B
6 24 12 75 B2
7 28 14 100 2
g8 32 16 100 2
g 36 18 100 B2
10 40 20 100 B2

=41=




BEFEBESESET | Solid Carbide Endmills

S580 —71E&7] E [m [%@] [E] [@]

2 Flute corner radius
WC=87 Co=12 HRA=92.5 #U{fi=4000N/mm® HfE=0.4um D 48 Tol
D12 Py
D>12 e
M fErunitierm |
LR -::I[ - — g il
Lec
— L |
. o ;
®2 ol - — D
Le
e 2
D R Le d i H;:Nn. D R Le d L Hgﬁfm_
1 0.1 3 4 50 B 1 8 0.3 20 8 60 B2
1 0.2 3 4 50 1 8 0.5 20 8 60 B2
1 0.3 3 4 50 E1 8 1 20 8 60 B
1.6 0.2 4 4 50 1 8 15 20 8 60 B2
1.5 0.3 4 4 50 B 8 2 20 8 60 B2
2 0.2 6 4 50 B 1 8 25 20 8 60 B2
2 0.3 & 4 50 B 1 8 3 20 8 60 B2
2 0.5 8 4 50 B 1 10 0.3 25 10 75 &7
2.5 0.2 7 4 50 B 10 0.5 25 10 75 &7
3 0.2 8 3 50 B2 10 1 25 10 75 B2
3 0.3 8 3 50 B2 10 15 25 10 75 B2
3 0.5 8 3 50 B2 10 2 25 10 75 B2
3 1 8 3 50 B2 10 25 25 10 75 E2
3 0.2 8 4 50 1 10 3 25 10 75 =2
3 0.3 8 4 50 B 12 0.3 30 12 75 B2
3 0.5 8 4 50 1 12 0.5 30 12 75 B2
3 1 8 4 50 B 12 1 30 12 75 B2
4 0.2 10 4 50 E2 12 15 30 12 75 B2
4 0.3 10 4 50 B2 12 2 30 12 75 E2
4 0.5 10 4 50 B2 12 25 30 12 75 B2
4 1 10 4 50 B2 12 3 30 12 75 E2
4 15 10 4 50 B2
5 0.2 13 6 50 B
5 0.3 13 6 50 B 1
5 0.5 13 6 50 B 1
5 1 13 6 50 B 1
B 0.2 15 6 50 B2
B 0.3 15 6 50 B2
(3] 0.5 15 6 50 B2
6 1 15 6 50 2
6 15 15 6 50 2
6 7 15 6 50 2




S580 M 7][ES 7] [m [%] @] [@]

4 Flute corner radius
WC=87 Co=12 HRA=92.5 #U{fi=4000N/mm® HFE=0.4um D | aETo
D=12 B
D>12 g
Wi ditunitirmm )

f
« =
L
2 dI —
L
D R Le d L F,Em:’m D R Le d L H;r:m
1 0.1 3 2 50 R 8 0.3 20 8 80 &7
: 0.2 3 4 50 X 8 0.5 20 g 60 2
: 0.3 3 4 50 =% 8 1 20 8 60 2
1.5 02 4 4 B0 B 1 8 1.5 20 a8 60 P 2
1.5 0.3 4 4 50 B 1 g2 2 20 a8 60 P2
2 0.2 5 4 50 = 8 25 20 8 80 72
2 0.3 5 4 50 ™ 8 3 20 3 80 2
2 0.5 P 4 50 & 10 0.3 25 10 75 &2
25 0.2 7 4 50 & 10 05 25 10 75 2
3 0.2 8 3 50 &2 10 1 25 10 75 2
3 0.3 8 3 50 2 10 1.6 25 10 75 2
3 05 8 3 50 B2 10 2 25 10 Fid B2
3 1 g 3 50 P 2 10 25 25 10 75 B2
3 0.2 8 4 50 & 10 3 25 10 75 2
3 03 8 4 50 &1 12 0.3 30 12 75 2
3 0.5 3 4 50 =X 12 05 30 12 75 2
3 1 8 4 50 B 1 12 1 30 12 75 A2
i 02 10 4 50 B2 12 1.6 30 12 75 B2
4 03 10 i 50 P 2 12 2 30 12 75 2
4 05 10 4 50 B2 12 25 a0 12 75 ¥ 2
4 ] 10 4 50 &2 12 3 30 12 75 2
4 1.6 10 4 50 &2
5 0.2 13 6 50 X
5 0.3 12 6 50 =
L] 05 13 6 50 B 1
5] 1 13 6 50 B 1
6 0.2 15 & 50 B2
B 0.3 16 5 50 B2
5 05 15 6 50 2
5 ] 15 6 50 2
5 15 15 6 50 2
6 2 15 6 50 FE 2




BEFEBESESET | Solid Carbide Endmills

S580 = 7)) IENN)
2 Flute,with long shank length
WC=87 Co=12 HRA=92.5 ##7=4000N/mm’ #f=0.4um g £ To
D=12 Py
D>12 e
¥ frunitiram |
oo — —}3@3
B2 n:F_I_-H—- — -0
L Le
D L d L Fm;':m_
3 12 4 Fis 1
4 14 4 75 B2
5 18 B 75 A1
6 21 6 75 2
8 28 B 75 =1
3 12 4 100 B2
4 16 4 100 A1
5 20 6 100 %2
3] 24 B 100 &2
8 32 8 100 %2
10 40 10 100 2
12 45 12 100 %2
6 45 B 150 ]2
50 8 150 B2
10 55 10 150 2
12 60 12 150 FE2
16 65 16 180 &2
20 75 20 150 B2
25 75 25 150 2




Suco®
S$580 M) micFE 7 [E J [%] [%] [ﬂﬂ

4 Flute,with long shank length

WC=87 Co=12 HRA=925 #i#f=4000N/mm" ##=0.4um o | el
D=12 B
D>12 g
WAt unitimm |
1 i
B 91 - — J_ _|hu_ﬂl'lt

£, -:.': i rjiq_:rj:_; L':
| I N -
B b d k Figﬁ!r:un.
3 12 4 15 =1
4 14 4 75 E2
5 18 6 75 E1
6 21 6 75 %2
3 12 & 100 =2
4 16 4 100 B
5 20 6 100 #2
G 24 B 100 B2
8 32 8 100 B2
10 A0 10 100 &2
12 45 12 100 &2
G 45 B 150 B2
8 50 8 160 2
10 55 10 160 &2
12 B0 12 150 E2
16 65 16 150 4 2
20 75 20 150 =2
25 75 25 160 &2




BEFEBESESET | Solid Carbide Endmills

S580 —71iEk7)

2 Flute Ballnose

WC=87 Co=12 HRA=92.5 #i#f=4000N/mm® H#&=0.4um D & Tl
D<12 Py
D> 12 e
M fSrunitirmm |
B d[ = =
<tS
@
B2 .d}: =
T
R Le d L FigEeru.
0.5 2 6 75 B
0.5 2 6 100 A1
0.75 3 B o B
0.75 3 6 100 &
1 4 6 75 B
1 4 6 100 E2f
1.26 b B b B
1.26 5 6 100 &1
15 B 6 75 B
15 B 6 100 E2f
1./5 ) 6 100 B
) 8 6 75 &1
2 8 6 100 B
2.5 10 6 75 B
2.5 10 6 100 E2f
3 12 6 75 &2
3 12 6 100 2
3 12 6 150 B2
4 16 8 75 E2
4 16 8 100 &2
4 16 8 150 2
5 20 10 100
5 20 10 150 =2
6 24 12 100 &2
B 24 12 150 2
7 28 14 150 &2
8 32 16 150 E2
9 36 18 150 &2
10 40 20 150 2




Suco®
$580 M) micEk7) [EJ [%’] [@J [@ﬂ

4 Flute Ballnose

WC=87 Co=12 HRA=925 ##=4000N/mm* HfE=0.4pum o | 4%

D=12

={.02

D12 R

M fitunitimen |

B2 -::III —
L Le
H e g L Hg;nr?ﬂn.
05 2 6 75 B
05 2 6 100 ™
0.75 3 6 Fis) BN
0.75 3 6 100 &
1 4 6 75 FH1
| 4 6 100 ™R
1.25 B 6 Fis) B
1.25 5 6 100 &
1.5 (51 6 75 B
15 6 6 100 ™
1./ i 6 100 BN
2 8 6 75 &
¥, 8 6 100 1
25 10 6 75 X
2.5 10 6 100 £k
3 12 6 75 Bz
3 12 6 100 &2
3 12 6 150 &2
4 16 8 Fie) =2
4 16 8 100 B2
4 16 8 150 #2
5 20 10 100 B2
5 20 10 150 &2
6 24 12 100 Bz
6 24 12 150 #2
7 28 14 150 &2
8 32 16 150 B2
9 36 18 150 &2
10 40 20 150 2

__4?_



BEFEBESESET | Solid Carbide Endmills

S580 =7 MKERT B (D)D)

2 Flute corner radius,with long shank length

WC=87 Co=12 HRA=92.5 ##7=4000N/mm*® H&E=0.4um D % Tol

-
I
I

m 4

Lz

Hz2 ﬁ. o i B

R 5 o g L ﬁgﬁfﬂn.
3 03 8 3 75 2
3 0.5 B 3 76 FE 2
3 1 8 3 75 2
4 03 10 4 75 2
4 05 10 4 75 2
4 1 10 4 Fii =2
4 1.b 10 4 FiS) B2
4 03 16 4 100 2
4 05 16 4 100 &2
6 03 15 6 75 2
6 0.5 15 (& 75 2
6 0.3 18 5] 100 k2
6 05 18 6 100 2
6 | 18 6 100 @2
6 1.5 8 6 100 2
6 2 18 51 100 B2
8 03 20 8 75 2
8 05 20 8 75 2
8 03 24 8 100 &2
8 05 24 8 100 @2
8 1 24 8 100 2
8 15 24 8 100 2
8 2 2 8 100 2
8 25 24 8 100 @2
8 3 24 8 100 2
10 0.3 30 10 100 B2
10 05 30 10 100 2
10 ] 30 10 100 2
10 15 30 10 100 w2
10 . 30 10 100 2
10 25 30 10 100 7F
10 3 30 10 100 2
12 03 35 12 100 &2
12 05 35 12 100 @2
12 1 35 12 100 2
12 1.9 35 12 100 B2
12 2 35 12 100 2
12 25 35 12 100 2
12 3 35 12 100 w2




Suco®
S580 M7IMKESR7 E [ﬂ] [%J @]

2 Flute corner radius,with long shank length

WC=87 Co=12 HRA=092.5 #if=4000N/mm" HF=04um 0 | eET
D12 B
D12 g
Mg unitfrmem )
O 3 I
Lo |
L |
2 d] ] - - S Dy
Le -
- L T
D R Lc d L Fiﬂ;ﬂ:m
3 0.3 8 3 75 2
3 0.5 8 3 75 2
3 1 8 3 75 E2
4 0.3 10 4 75 B2
4 0.5 10 4 75 2
4 1 10 4 7B B2
4 1.5 10 4 75 2
4 0.3 16 4 100 2
4 0.5 16 4 100 E2
6 0.3 15 6 75 B2
6 0.5 15 6 75 2
6 0.3 18 6 100 2
6 0.5 18 6 100 B2
& 1 18 6 100 2
6 15 18 6 100 2
6 2 18 6 100 E2
8 0.3 20 8 75 2
8 0.5 20 8 75 2
8 0.3 24 8 100 E2
8 0.5 24 8 100 2
8 1 24 8 100 2
8 15 24 8 100 2
8 2 24 8 100 E2
8 2.5 24 8 100 2
8 3 24 8 100 2
10 0.3 30 10 100 E2
10 0.5 30 10 100 2
10 1 30 10 100 2
10 15 30 10 100 2
10 2 30 10 100 E2
10 2.5 30 10 100 &2
10 3 30 10 100 2
12 0.3 35 12 100 E2
12 0.5 35 12 100 2
12 1 35 12 100 2
12 1.5 35 12 100 B2
12 P 35 12 100 2
12 25 35 12 100 2
12 3 35 12 100 E2




BEFEBESESET | Solid Carbide Endmills

S630 —71¥7 [m [Eﬁ@] [E] [@]

2 Flute,Standard Length

WC=87 Co=12 HRA=93.1 ##7=4200N/mm*® H&E=0.4um D % Tol

@2 o = S -0
! Le
L
0 Lo d . Figure No
1 3 3 50 B
1.5 4 3 50 B
2z 6 3 50 1
2.5 7 3 b0 1
3 8 3 50 B2z
1 3 4 50 B
1.5 4 4 50 B
Z2 6 4 50 1
2.b Fi 4 50 B
3 8 4 50 E1
3.5 10 4 60 B
4 11 4 b0 2
1 3 B 50 B
1.5 4 6 50 B
2 6 & 50 =2
25 7 G o0 1
3 8 6 50 E1
3.5 10 B b0 B
4 11 6 50 =2
B 13 3] a0 B
6 16 B 50 B2
7 18 8 60 B
B 20 8 60 A2
9 22 10 /b 1
10 25 10 i B2
11 30 12 75 BH1
12 30 12 75 B2
14 40 14 100 HE2
16 40 16 100 B2
18 45 18 100 B2
20 45 20 100 2
25 50 25 100 2




suco®
630 mNE @) (@) ws

4 Flute,Standard Length

WC=87 Co=12 HRA=93.1 Hi#7=4200N/mm* $#¥=0.4um 0 | 4#Tl

D=12

={.02

D12 R

M fitunitimen |

Le

s
&7 d]{— - i = =D
Le
L L

D Le d L FigEl“h.
1 3 3 50 #1
1.5 4 3 50 &1
2 6 3 50 =1
2.5 7 3 50 E1
3 g 3 50 M2
1 3 4 50 1
1.5 4 4 50 B
2 6 4 50 =1
2.5 7 4 50 A1
3 a 4 50 &1
3.5 10 4 50 H1
4 1 4 50 #2

1 3 B 50 A1
1.5 4 6 50 &1
2 6 6 50 =1
2.5 7 6 50 =1
3 3 B 50 1
3.5 10 6 50 &1
4 1 6 50 B
5 13 6 50 =1
6 15 6 50 2z
7 18 B8 B0 1
8 20 8 60 B2
9 22 10 75 =1
10 25 10 75 B2
1 30 12 75 1
12 30 12 75 B2
14 40 14 100 #2
16 40 16 100 7
18 45 18 100 &7
20 45 20 100 B2
25 50 25 100 =7

_51 -




BEFEBESESET | Solid Carbide Endmills

S630 —71¥k7]

2 Flute Ballnose

WC=87 Co=12 HRA=93.1 ##7=4200N/mm® HI&E=04pum

E1 ¢

=

2 d

: g g E FigErf No.
0.5 2 3 50 1
0.5 2 4 50 1
0.75 3 3 50 1
0.75 3 P 50 &

: 4 3 50 &

: 4 4 50 =
1.256 b 3 50 1
1.26 5 4 50 &1
15 6 3 50 )2
15 6 4 50 1
1.76 7 4 50 B

2 8 4 50 @2
0.5 2 6 50 1
0.75 3 6 50 1

1 4 6 50 1
1.26 5 6 50 &1
15 6 6 50 "t
175 7 6 50 &1

2 8 6 50 &1
2.25 9 6 50 =X
25 10 6 50 ™
2.75 T 6 50 1

3 12 6 50
35 14 8 60 =X

4 16 8 60 52
45 18 10 75 &1

5 20 10 75 52
5.5 22 12 75 X

6 24 12 75

7 28 12 100 2

8 32 16 100

9 36 18 100 @2

10 40 20 100 2




Suco®
S630 M7IEK7) [EJ %] [@J [@ﬂ

4 Flute Ballnose

WC=87 Co=12 HRA=93.1 ##=4200N/mm* HHE=04um o | &%l

D=12

={.02

D12 R

M fitunitimen |

R Le d L H;:Nn.
0.5 2 3 50 1
0.5 2 4 50 &1
0.75 3 3 50 1
0.75 3 4 50 1

1 4 3 50 &1

1 4 4 50 1
1.2b ) 3 50 1
1.25 5 4 50 1
1.5 6 3 50 2
1.5 B 4 50 1
1./0 i 4 50 B

2 8 4 50
0.5 2 6 50 A1
0.75 3 6 50 &1

1 4 B 50 1
1.25 5 6 50
1.5 6 6 50 1
1.75 7 6 50 1

2 8 i 50
2.25 3 6 50 1
2.5 10 6 50 A1
2.75 7 6 50 1

3 12 i 50 =2
3.5 14 3 60 1

4 16 3 60 2
4.5 18 10 75 1

b 20 10 Fis) 2
5.5 22 12 75 1

6 24 12 75 82

7 28 14 100 %2

8 32 16 100

9 36 18 100 m2
10 40 20 100 2




BEFEBESESET | Solid Carbide Endmills

S630 —7IE&7N E [m [Eﬁ@] @]

2 Flute corner radius
WC=87 Co=12 HRA=93.1 #{f=4200N/mm® HE=0.4um D 48 Tol
D12 Py
D>12 e
M fErunitierm |
T
@1 ¢ /k = . e fa |
Lec
- N |
A2 d: s B i
Le
e 2
D R Le d L F,EE:HD* D R Le d L g ;r:'m
1 0.1 3 4 50 1 8 0.3 20 8 B0 E2
1 0.2 3 4 50 1 8] 0.5 20 8 B0 B2
1 0.3 3 4 50 B ] 1 20 8 B0 2
15 0.2 4 4 50 &1 8 1.5 20 8 60 2
15 0.3 4 4 50 &1 8 2 20 8 60 2
2 0.2 6 4 50 &1 8 2.5 20 8 60 2
2 0.3 6 4 50 1 8 3 20 8 60 12
2 0.5 6 4 50 1 10 0.3 25 10 75 E2
2.5 0.2 7 4 50 B 10 0.5 25 10 75 2
3 0.2 8 3 50 E2 10 1 25 10 75 2
3 0.3 8 3 50 2 10 15 25 10 75 2
3 0.5 8 3 50 2 10 2 25 10 75 2
3 1 8 3 50 )2 10 2.6 265 10 75 712
3 0.2 8 4 50 1 10 3 25 10 75 B2
3 0.3 8 4 50 B 12 0.3 30 12 75 2
3 0.5 8 4 50 &1 12 0.5 30 12 75 2
3 1 8 4 50 &1 12 1 30 12 75 2
4 0.2 10 4 50 2 12 1.5 30 12 75 2
4 0.3 10 4 50 2 12 2 30 12 75 12
4 0.5 10 4 50 2 12 25 30 12 75 2
4 1 10 4 50 &2 12 3 30 12 75 P
4 1.b 10 4 50 &2
5 0.2 13 6 50 1
5 0.3 13 6 50 &1
5 0.5 13 6 50 A1
5 1 13 6 50 1
6 0.2 15 6 50 &2
6 0.3 15 6 50 2
6 0.5 15 6 50 E2
6 1 15 6 50 &2
G 15 15 6 50 2
6 2 15 6 50 2




S630 M7IER 7N E[E][%%]@[@]

4 Flute corner radius

WC=87 Co=12 HRA=93.1 ##7=4200N/mm*® H&E=0.4um o | &ETd

1 B o, = N
@ e il

F

E I — — — Vs
1 e =Dy
= II: -
D R Le d L F,EE:HD* D R Le d L H;r:m
1 01 3 2 50 R 8 0.3 20 8 80 =2
: 0.2 3 4 50 X 8 0.5 20 8 60 &2
: 0.3 3 4 50 =% 8 : 20 8 60 ]2
1.5 0.2 4 A B0 B 1 8 1.5 20 a8 60 2
1.5 0.3 4 4 50 B 1 g2 2 20 a8 60 B2
2 0.2 5 4 50 = 8 25 20 8 80 &2
2 0.3 5 4 50 ™ 8 3 20 8 80 &2
2 05 P 4 50 & 10 0.3 25 10 75 &2
25 0.2 7 4 50 & 10 0.5 25 10 75 ]2
3 0.2 8 3 50 &2 10 : 25 10 75 )2
3 03 8 3 50 2 10 1.5 25 10 75 2
3 0.5 8 3 50 B2 10 2 25 10 Fid B2
3 1 g 3 50 P 2 10 2.5 25 10 75 &2
3 0.2 8 4 50 & 10 3 25 10 75 &2
3 0.3 8 4 50 &1 12 0.3 30 12 75 ]2
3 05 3 4 50 =X 12 05 30 12 75 )2
3 - 5 4 50 & 12 i 30 12 75 2
i 0.2 10 4 50 B2 12 1.6 30 12 75 B2
4 0.3 10 4 50 P 2 12 2 30 12 75 &2
4 0.5 10 4 50 B2 12 2.5 a0 12 75 2
4 1 10 4 50 &2 12 3 30 12 75 ]2
4 1.5 10 4 50 B2
5 0.2 13 6 50 X
5 03 12 6 50 =
L] 0.5 13 51 50 B 1
5] 1 13 B 50 B 1
6 0.2 15 & 50 B2
B 0.3 16 B 50 B2
5 05 15 6 50 2
5 1 15 6 50 2
5 15 15 6 50 2
6 2 15 B 50 FE 2




BEFEBESESET | Solid Carbide Endmills

S$630 —71MmiFE 7]

2 Flute,with long shank length

WC=87 Co=12 HRA=93.1 ##7=4200N/mm® HI&E=04pum

B d — HL_L;_E
e d ]_-H—- - - D
I Le
o

D L d L Flg;.:ﬂu.
3 12 4 75 =1
4 14 4 75 E2
5 18 6 75 A1
G 21 G 75 [H2
B8 28 & 75 1
3 12 4 100 E2
4 16 4 100 A1
5 20 G 100 2
6 24 B 100 L)
8 32 8 100 i
10 40 10 100 2
12 45 12 100 2
6 45 B 150 L)
50 a8 150 2
10 55 10 150 A2
12 60 12 150 2
16 65 16 150 i)
20 75 20 150 2
25 75 25 150 A2




Suco®
S630 M7 micFET E [E ] [%] [ﬂ?] [W]

4 Flute,with long shank length

WC=87 Co=12 HRA=93.1 #i#=4200N/mm’ H#&=0.4pum o | &=l
13 —o0z
D12 g
ST unit{rmen |
I -
1 — L i
T - N ol
B2 =y e el Y
I N -
B L 4 k ﬁgﬁ!: No.
3 12 4 15 =1
4 14 4 75 E2
5 18 6 75 E1
6 21 6 75 %2
3 12 & 100 =2
4 16 4 100 B
5 20 6 100 #2
& 24 B 100 B2
8 32 8 100 B2
10 A0 10 100 &2
12 45 12 100 &2
G 45 B 150 B2
8 50 8 160 2
10 55 10 160 &2
12 B0 12 150 E2
16 65 16 150 +2
20 75 20 150 =2
25 75 25 160 &2

_5?_



BEFEBESESET | Solid Carbide Endmills

S630 —71iEk7)

2 Flute Ballnose

WC=87 Co=12 HRA=93.1 ##7=4200N/mm® HI&E=04pum

k s a L Figfrf No.
05 2 6 75 )1
05 2 6 100 &1
0.75 3 5] KL EN
0.75 3 6 100 &1

1 4 5] 75 E1

: 4 6 100 1
1.25 5 5] KL B
1.25 5 6 100 &
1.5 51 3] 75 E1
15 6 6 100 1
1.75 7 6 100 B

2 8 6 75 ET

2 8 5] 100 E1
25 10 6 75 1
25 10 6 100 =

3 12 5] 75 B2

3 12 6 100 2

3 12 6 150 2

4 16 8 75 =2

4 16 8 100 B2

4 16 8 150 2

5 20 10 100 =2

5 20 10 150 2

(3] 24 12 100 =3

8 2 12 150 2

7 28 14 150 2

8 32 16 150 =2

9 36 18 150 &2

10 40 20 150 2




Suco®
S630 M) micEk7) [EJ [%’] [@J [@ﬂ

4 Flute Ballnose

WC=87 Co=12 HRA=93.1 Hi#7=4200N/mm* $#¥=0.4um 0 | 4#Tl
D=12 B

D12 -ﬂ-:.ll:tt
B gt unitimn |

H e g L ﬁgﬁf No.
0.5 2 6 75 1
05 2 6 100 a1
0.76 3 G Fii B
0.75 3 6 100 &

1 4 6 75 B

! 4 6 100 &1
1.25 i’ G Fii B
1.25 5 6 100 &
1.5 6 6 75 B
15 6 6 100 &1
1./0 ri & 100 B

2 8 6 75 &

. 8 6 100 B
25 10 : 75 &
25 10 6 100 &

3 12 & Fi=) Bz

3 12 6 100 &2

3 12 6 150 &2

4 16 : 75 &2

4 18 8 100 B2

4 16 : 150 &2

5 20 10 100 B2

5 20 10 150 &2

B 24 12 100 B2

6 24 12 150 &2

7 28 14 150 &2

8 32 16 150 &2

9 36 18 150 &2
10 40 20 150 A2




BEFEBESESET | Solid Carbide Endmills

S630 =7 MKER a (B)(D) (i)

2 Flute corner radius,with long shank length

WC=87 Co=12 HRA=93.1 ##7=4200N/mm*® H&E=0.4um D 2% Tal

2 di & b
Le
———_—— |
E2 ﬂj i] ) i o
L L ke -
R 5 o g L Hg_iaﬂrf No.
3 0.3 8 3 75 2
3 0.5 5 3 75 2
3 1 8 3 75 B2
4 0.3 10 4 75 E2
& 0.5 10 & 75 P 2
4 1 10 4 75 E2
4 1.5 10 4 75 2
4 0.3 16 4 100 2
4 0.5 16 4 100 FE 2
5] 0.3 15 5] 75 B2
6 0.5 15 6 75 2
6 0.3 18 6 100 2
B 0.5 18 B 100 =2
(& 1 18 5] 100 E2
51 1.5 18 51 100 P2
6 2 18 6 100 2
g 0.3 20 g 75 2
8 0.5 20 g 75 2
8 0.3 24 8 100 B 2
8 0.5 24 a8 100 =2
8 1 24 8 100 B 2
8 1.6 24 g 100 FE 2
8 2 24 8 100 2
a8 2.5 24 a8 100 E2
8 3 24 8 100 [ 2
10 0.3 30 10 100 2
10 0.5 30 10 100 E2
10 1 30 10 100 2
10 1.5 30 10 100 2
10 2 30 10 100 2
10 2.5 30 10 100 2
10 3 30 10 100 bE 2
12 0.3 3b 12 100 E2
12 0.5 35 12 100 E2
12 1 35 12 100 ¥ 2
12 15 35 12 100 2
12 2 35 12 100 2
12 2.5 35 12 100 2
12 3 35 12 100 2




S630 mM7ImKESR 7 E [m [%11%] @] [@]

2 Flute corner radius,with long shank length

WC=87 Co=12 HRA=93.1 Hi#7=4200N/mm* $#¥=0.4um 0 | 4#Tl

1 'ﬂi - -
a8
m of—- -
A
D R Le d L FigEHn.
3 0.3 8 3 75 2
3 0.5 8 3 75 2
3 1 8 3 75 =7
4 0.3 10 4 75 2
4 0.5 10 4 75 m2
4 1 10 4 75
4 1.5 10 4 75 B2
4 0.3 16 4 100 2
4 05 16 4 100 52
6 0.3 15 6 75 2
6 0.5 15 6 75 52
6 0.3 18 6 100 #2
6 0.5 18 6 100 =2
6 1 18 6 100 &2
6 1.5 18 6 100 2
6 2 18 6 100 72
8 0.3 20 8 75 2
8 0.5 20 g 75 2
8 0.3 24 8 100 5?2
8 0.5 24 8 100 2
8 1 24 8 100 2
8 1.5 24 g 100 2
8 2 24 & 100 2
8 2.5 24 8 100 2
8 3 24 8 100 2
10 0.3 30 10 100 2
10 0.5 30 10 100 B2
10 1 30 10 100 2
10 15 30 10 100
10 2 30 10 100 £3)
10 2.5 30 10 100 2
10 3 30 10 100 ]2
12 0.3 35 12 100 2
12 0.5 35 12 100 2
12 1 35 12 100 2
12 1.5 35 12 100 2
12 2 35 12 100 A2
12 2.5 35 12 100 2
12 3 35 12 100

=41=



BEFEBESESET | Solid Carbide Endmills

S630 A% [E] [%] [E @]

6 Flute, Standard Length

WC=87 Co=12 HRA=93.1 §i#7=4200N/mm*® H##E=04um D 2% Tal
D=17 .u?nz

D12 .u'?us
M frunitisem |

———aam s

D Le d L

15 6 50
8 20 g 60
10 25 10 75
12 30 12 75
16 40 16 100




suco®
Se50 M%7 Gel@@ 0w

4 Flute,Standard Length

WC=86 Co=13 HRA=93.5 ##f=4200N/mm’ H#E=0.3um o | &=l
D=12 B
D>12 g
WA Linit(rn |
B d —~ t -f
Lc
S |
T
&7 d]{— = i = =D
Le
L L
D Le d L FigEl“h.
1 3 3 50 B
1.5 4 3 50 1
2 6 3 50 B1
2.5 7 3 50 B
3 g 3 50 2
1 3 4 50 B
1.5 4 4 50 Bl
2 6 4 50 B
2.5 7 4 50 B
3 a 4 50 1
3.5 10 4 50 E1
4 1 4 50 B2
1 3 6 50 B
1.5 4 6 50 1
2 6 6 50 B
2.5 7 6 50 B
3 3 6 50 k1
3.5 10 6 50 B
4 1 6 50 Bl
5 13 6 50 B
6 15 6 50 2z
7 18 8 B0 B 1
8 20 2} 60 3l
9 22 10 75 B
10 25 10 75 B2
1 30 12 75 B
12 30 12 75 B2
14 40 14 100 B2
16 40 16 100 B2
18 45 18 100 B2
20 45 20 100 B2
25 50 25 100 E?




BEFEBESESET | Solid Carbide Endmills

S650 7)) @ B (i) e
4 Flute,with long shank length
WC=86 Co=13 HRA=93.5 #i#ff=4200N/mm" #i##=0.3um D | a#fa
D=12 Py
D>12 e
M fruritiorm |
BN — L_Lg__lﬁf
| _I
&2 i@ﬁ
=
D Le d L ﬁgﬁ!: No
3 12 4 15 BN
4 14 4 75 B2
5 18 B 75 1
(5] 21 5] 75 H2
3 12 4 100 B2
4 16 4 100 B
5 20 B 100 2
6 24 6 100 2
8 32 8 100 B2
10 40 10 100 &2
12 45 12 100 2
G 45 5] 150 2
8 50 8 160 B2
10 65 10 180 =2
12 60 12 150 2
16 65 16 180 2
20 75 20 150 B2
25 75 25 160 =2




S650 M7IEK7) [EJ %] [@J [@ﬂ

4 Flute Ballnose

WC=86 Co=13 HRA=93.5 #i#i=4200N/mm° #&H=03um o | &%l

R Le d L Finﬁfm
0.5 2 3 50 BT
0.5 2 4 50 A1

0.75 3 o 50 E1
0.75 3 4 50 1

1 4 3 50 A1

1 4 4 50 A1
1.25 3} 3 50 B
1.25 5 4 50 E2)
1.5 6 3 50 B2
1.5 B 4 50 A1
1./5 Fi 4 50 B

2 g 4 50 &2
0.5 2 6 50 A1

0.75 3 B 50 A1

1 4 3] 50 EN
1.25 5 B 50 1
1.5 & 6 50 A1
1.75 7 B 50 A1

2 8 B 50 &1
2.25 9 B 50 £
2.5 10 6 50 A1
2.75 11 B 50 A1

3 12 B 50 2
3.5 14 8 60 A1

4 16 8 60 B2
4.5 18 10 75 A1

5 20 10 75 2
5.5 22 12 75 1

6 24 12 75 B2

7 28 14 100 %12

8 32 16 100 2

9 36 18 100 &2
10 40 20 100 B2




BEFEBESESET | Solid Carbide Endmills

$650 M7)micEk7) [EJ [%’] [@J [@ﬂ

4 Flute Ballnose

WC=86 Co=13 HRA=93.5 ##f=4200N/mm* HifE=0.3um b 2% Tol
D<12 Py

D> 12 e
W frunitirm |

51} dﬂ] -
= | L

H e g L ﬁgﬁf No.
05 2 6 75 1
05 2 6 100 a1
0.75 3 G Fii B
0.75 3 6 100 &

1 4 6 75 B

! 4 6 100 &1
1.25 i’ G Fis) BN
1.25 5 6 100 &
1.5 6 6 75 B
15 6 6 100 &1
1./b ri & 100 B

2 8 6 75 &

2 8 6 100 B
25 10 : 75 &
25 10 6 100 &

3 12 & Fi=) Bz

3 12 6 100 &2

3 12 6 150 &2

4 16 : 75 &2

4 18 8 100 B2

4 16 : 150 &2

5 20 10 100 B2

5 20 10 150 &2

B 24 12 100 B2

6 24 12 150 &2

7 28 14 150 &2

8 32 16 150 &2

9 36 18 150 &2
10 40 20 150 A2




Suco®
S650 —7]1Ek7) E [E] [ﬁ] [@] [@ﬂ

2 Flute Ballnose

WC=86 Co=13 HRA=93.5 #Hi#fi=4200N/mm® $#=03um 0 | 4#Tl

D==12

={.02

D12 R

M fitunitimen |

<

i 2 d L F‘g;n: No.
0.5 2 3 60 FE 1
0.5 2 4 50 &1
0.75 3 3 50 B 1
0.75 3 4 50 1
1 4 3 60 FE 1
1 4 4 50 BT
1.25 5 3 50 B 1
1.25 5 4 50 1
1.5 6 3 60 P
1.5 6 4 60 FE 1
1.75 7 4 50 B 1
2 8 4 50 2
0.5 2 6 60 FE 1
0.75 3 6 60 FE 1
1 4 6 50 B
1.256 5 8 50 B 1
1.5 6 6 50 FE 1
1.756 7 6 60 P
2 8 6 50 E3)
2.25 g 6 50 B 1
2.5 10 6 60 FE 1
2.75 11 6 60 &1
3 12 6 50 B2
3.5 14 8 60 B 1
4 16 8 60 FH2
4.5 18 10 75 &1
5 20 10 75 2
5.5 22 12 75 B 1
6 24 12 75 FE2
7 28 14 100 2
g 32 16 100 B2
2 36 18 100 B2
10 40 20 100 FE2

_6?_



BEFEBESESET | Solid Carbide Endmills

S650 — 71Nk

2 Flute Ballnose

WC=86 Co=13 HRA=93.5 ##7=4200N/mm® HI&E=03um

k s a L FigErfm,
05 2 6 75 )1
05 2 6 100 1
0.75 3 6 75 B
0.75 3 6 100 =X

1 4 6 75 1

: 4 6 100 &1
1.25 5 6 Fiii &1
1.25 5 6 100 =X
1.5 3] 6 75 1
15 6 6 100 &1
1.7/b 7 51 100 B

2 8 6 75 =X

2 a8 6 100 1
25 10 6 75 &1
25 10 6 100 &1

3 12 6 75 B2

3 12 6 100 )2

3 12 6 150 &2

4 16 8 75 2

4 16 a8 100 B2

4 16 8 150 )2

5 20 10 100 B2

5 20 10 150 /2

(3] 24 12 100 B2

8 24 12 150 )2

7 28 14 150 2

8 32 16 150

9 36 18 150

10 40 20 150 2




SUCO®
S650 M EM) = IES M

4 Flute corner radius
WC=86 Co=13 HRA=93.5 #{f=4200N/mm® HE=03um o | 4%
D12 B
D12 g
Mg unitfrmem )
[N
1} e
— L
2 o -
L
D R Le d L F,EE:HD* D R Le d L g ;r:'m
1 0.1 3 4 50 1 8 0.3 20 8 B0 &2
1 0.2 3 4 50 1 8] 0.5 20 8 B0 B2
1 0.3 3 4 50 B ] 1 20 8 B0 2
15 0.2 4 4 50 &1 8 1.5 20 8 60 A2
15 0.3 4 4 50 &1 8 2 20 8 60 A2
2 0.2 6 4 50 &1 8 2.5 20 8 60 B2
2 0.3 6 4 50 A1 8 3 20 8 B0 &2
2 0.5 6 4 50 &1 10 0.3 25 10 75 &2
2.5 0.2 ¥ 4 50 B 10 0.5 25 10 75 2
3 0.2 8 3 50 E2 10 1 25 10 75 2
3 0.3 8 3 50 2 10 15 25 10 75 2
3 0.5 8 3 50 2 10 2 25 10 75 E2
3 1 8 3 50 2 10 2.5 25 10 75 B2
3 0.2 8 4 50 1 10 3 25 10 75 &2
3 0.3 8 4 50 B 12 0.3 30 12 75 2
3 0.5 8 4 50 E1 12 0.5 30 12 75 A2
3 1 8 4 50 &1 12 1 30 12 75 2
4 0.2 10 4 50 2 12 15 30 12 75 E2
4 0.3 10 4 50 A2 12 2 30 12 75 B2
4 0.5 10 4 50 2 12 25 30 12 75 &2
4 1 10 4 50 &2 12 3 30 12 75 2
4 1.0 10 4 50 &2
5 0.2 13 6 50 1
5 0.3 13 6 50 &1
5 0.5 13 6 50 A1
5 1 13 6 50 1
6 0.2 15 6 50 B2
6 0.3 15 6 50 2
6 0.5 15 6 50 E2
6 1 15 6 50 &2
G 1.5 15 6 50 2
6 2 15 6 50 2




BEFEBESESET | Solid Carbide Endmills

S650 M7 hicE R 7]

2 Flute comer radius,with long shank length

WC=86 Co=13 HRA=93.5 Hi#f=4200N/mm* #ifE=0.3 um D 2% To
D=12 Py
D>12 e
M fruritiorm |
& o - - = L
T
L
w2 d]] - - e D}
| T
o I' S
D R Le d L FigEern.
3 0.3 8 3 75 1
3 0.5 3] 3 75 1
3 1 8 3 7B B
4 0.3 10 4 75 1
4 0.5 10 4 75 1
4 1 10 4 75 E1
4 1.5 10 4 75 B
4 0.3 16 4 100 1
4 0.5 16 4 100 E1
6 0.3 15 6 75 BN
6 0.5 15 6 75 1
i 0.3 18 5 100 1
6 0.5 18 6 100 E1
6 1 18 6 100 B
6 1.5 18 6 100 1
B 2 18 B 100 E2
8 0.3 20 8 75 B2
8 0.5 20 g 75 B2
8 0.3 20 8 100 E2
8 0.5 20 8 100 B2
B 1 20 8 100 B2
8 1.5 20 8 100 2
8 2 20 8 100 E2
B 2.5 20 8 100 2
3 3 20 g 100 B2
10 0.3 25 10 100 E2
10 0.5 25 10 100 B2
10 1 25 10 100 B2
10 15 25 10 100 E2
10 2 25 10 100 E2
10 2.5 25 10 100 2
10 3 25 10 100 2
12 0.3 30 12 100 =2
12 0.5 30 12 100 2
12 1 30 12 100 B2
12 1.5 30 12 100 E2
12 2 30 12 100 B2
12 2.5 30 12 100 2
12 3 30 12 100 E2




suco®

— =[=[1)E[E
2 Flute, Taper cutter
WC=87 Co=12 HRA=91.8 ##=4000N/mm’ #E=0.4um o | 4#Tl
D=12 B
D>12 g
M Altunitimen )
B S —— S
---------------
D Le d L 0
5 45 10 115 3
5 35 10 115 4°
5 40 12 115 5°
5 45 16 115 7
5 40 20 115 10°
6 38 10 115 3°
6 40 12 115 4°
6 35 12 115 6°
B 40 16 115 i
B 40 20 115 10°
8 38 12 115 3°
8 286 12 135 4°
8 45 16 135 5°
B 45 20 135 L
8 45 25 135 10°
10 55 16 140 3
10 43 16 140 4°
10 34 16 140 5°
10 40 20 140 7
10 42 25 140 10°
12 38 16 140 3
12 28 16 140 4°
12 45 20 140 5°
12 53 25 140 7°
12 56 32 140 10°
16 38 20 160 3
16 28 20 160 4°
16 51 25 160 6°
16 65 32 160 7°
16 45 32 160 10°

_T1 -




BEFEBESESET | Solid Carbide Endmills

S550 — 714 E Rk ) @ [i?} [ﬁq

2 Flute Taper spher mill

WC=87 Co=12 HRA=91.8 #i#7=4000N/mm°® $Z=04um D % Tol

D=12

D12

|
d ————— =
. Le ‘E
R Lc d L ]
2.5 45 10 115 32
2.5 35 10 1156 4°
2.5 40 12 115 h®
2.5 45 16 115 i
2.5 40 20 115 10°
3 38 10 115 3°
3 40 12 115 4°
3 35 12 115 ar
3 40 16 115 7°
= 40 20 115 10°
4 38 12 115 3°
4 28.6 12 135 4°
4 45 16 135 B”
4 45 20 135 7°
4 45 25 13b 10°
5 Bb 16 140 3"
5 43 16 140 4°
5 34 16 140 B®
5 40 20 140 7°
b 42 25 140 10°
6 38 16 140 37
6 28 16 140 4°
6 45 20 140 b®
6 53 25 140 ™
6 56 32 140 10°
8 38 20 140 3°
8 28 20 160 4
8 51 25 160 o
8 65 32 160 7"
8 45 32 160 10°
10 63 20 170 3°
10 63 32 170 4°
10 63 32 170 =
10 63 32 170 7°
10 63 40 170 10°




SuCo®
S600 M 7] 7] E [QJ [%%] [%J {ﬁ]

4 Flute,Stainless steel milling cutter

WC=87 Co=13 HRA=92.5 #iif=4200N/mm® $f£=0.4um O | 4Tl

0
D=12 et

0
={.0%

M fitunitimen |

D12

ol f— - - PSS

’ |
= - L | _':

- L S —
D Lo d L Figire No
0.9 2.7 4 50 B
1 3 4 50 B
1.6 4.5 4 50 B
2 6 4 50 B
2.5 7.5 4 50 B
3 8 4 50 B
4 10 4 50 Bz
6 13 6 50 B
5] 15 B 50 B2
8 20 8 60 B2
10 25 10 76 B2
12 30 12 75 B2

_TE_



BEFEBESESET | Solid Carbide Endmills

S600 XS EkT]
Titanium alloy milling cutter
WC=87 Co=13 HRA=92.5 #i#7=4200N/mm’ $E=04um D = Tol
D=12 Py
D> 12 e
i frunitisam |

D LC d E

4 10 4 50
6 15 6 50
8 20 8 60
10 25 10 75
12 30 12 75
16 40 16 100

S600 £RMMEKT [E] [%I%} [%J [WJ

Metal ceramic cutter

0 | 4%Td
Ja}
D=512 -002
1]
D12 -0.03
BTunitlme )

D LC d L

4 10 4 50
B 156 6 50
8 20 8 60
10 25 10 75
12 30 12 758
16 40 16 100




S650 HEHT)

2 Flute,For Gtaphite

suco®

== IEN Y

WC=93 Co=6 HRA=92 ##7=4200N/mm® HI#E=04pum

&8 Tol

D=12

D12

Mg unitfrmem )

B dq - - — 30
= - - -l ! Le |
m o —- — Y
| l_lc
- L e e
BE
D Le d L Figure No
4 10 4 50 &2
B 15 6 50 2
B 20 8 60 B2
10 25 10 75 B2
12 30 12 Fic &2
16 40 16 100 2
S650 AEEk7)

2 Flute For Gtaphite Ballnose

WC=93 Co=6 HRA=92 #{T=4200N/mm" #E=0.4um

o 2
1 Gi:. T+
1
.
= 5 ——
] lacler
D Lg d L FigEHu‘
2 10 4 50 B2
3 15 6 50 HE 2
4 20 8 B0 B2
5 25 10 75 &2
6 30 12 75 &2
8 40 16 100 FE2

_Tﬁ_



BEFEBESESET | Solid Carbide Endmills

S650 EAIKT) [ﬂ] [@] {@] [@ﬂ

2 Flute For Gtaphite Ballnose

WC=81 Co=9 HRA=93.5 H#f=4200N/mm® #ZE=03um D 2% Tol
D12 Py
D>12 e
M fErunitierm |
- L .
R Lc d E
2R0.3 0.8 B B0
2R0.5 0.8 6 6O
3R0.75 1.2 6 6O
3R 1 1.2 6 B0
4R0.5 1.6 6 75
AR 1.6 B 75
FR1 2 A 75
5R1.2 2 B 75
BR1 2.5 6 100
BR1.5 25 6 100
BR1 35 8 100
BR2 3.5 8 100
9R2 4 g 100
10R1 4 10 100
10R2 4 10 100
12R1 5 12 100
12R2 5 12 100
12R3 5 12 100
S650 EAHESN [ﬂ] [%] [E] [@
comer radius
WC=01 Co=9 HRA=03.5 ##f=4200N/mm* #E=03um b | 48T
D12 -ﬂ?l:tz
0212 | g
ARt e )

R~

dei\j:ﬁ:—_\.

<
o

Y ¥

R Le d L
0.5 1 6 50
0.75 1.5 6 =0
1 2 B 20
1.25 2.5 6 50
1.5 3 6 50
2 4 4 50
2 4 6 50
2.5 5 6 50
3 6 6 20
4 8 8 60
5 10 10 76
6 12 12 75




suco®
$550 #E877)

Single blade Milling cutter

WC=87 Co=12 HRA=91.8 ##7=4000N/mm’® $#E=04um 0 | 4#Tl

D=12 et

D12 R

M fitunitimen |

&

D Le d E

3 9 3 40
4 12 4 50
5 16 5 50
& 17 6 60
8 21 8 60
10 22 10 70
12 25 12 75
14 25 14 80
16 32 16 80

S550 EHEgE V7]

Single blade Milling cutter

WC=87 Co=12 HAA=91.8 #H#T=4000N/mm’ $E=04um D | 48T
D12 -,
o2 |

#i gl unitjmm §

J F{“‘% fo

-

D Le d L

J 2 3 40
4 12 4 50
b 16 5 b0
6 17 6 60
B 21 8 60
10 22 10 70
12 25 12 75
14 25 14 80
16 32 16 80




BEFEBESESET | Solid Carbide Endmills

S550 E&#E 7 H @] @

Composite cutter
WC=87 Co=12 HRA=91.8 #i#T=4000N/mm* #I#=04pum D = Tol
D=12 .u?nz
D>12 .u'?ua
M frunitieem |

A i 4
PSRRI
d - - "r*‘:f#v#-r* —| D
| 5SS
L Lc .
C =
D Lo d L
3 12 3 40
4 15 4 50
6 18 5 50
g 27 5 60
10 30 10 70
12 30 12 75

$550 A I7] [H] [GB] @]

Woodworking milling cutters

WC=87 Co=12 HRA=91.8 ##f=4000N/mm*® $ifE=04um oD 4%To
D12 i

D12 e
hﬁunitlmmh

o |

g

Lc

"

&

&

D Le d L
10 20 10 70
10 30 10 80
12 30 12 80
12 40 12 100
12 50 12 100
14 30 14 80
14 40 14 100
14 50 14 100
16 30 16 80
16 40 16 100
16 50 16 100




$500 =768 =-ENAC

2 Flute,Aluminum Standard Length

WC=90 Co=10 HRA=91.2 #i#7=3800N/mm’ HE=06pm o | e#Tl

- =5

D Lo d Figure No.
3 4 50 B 1
1.5 b & 50 B 1
2 5] i 50 P 1
2.5 8 4 50 B 1
3 9 4 60 1
4 12 4 50 k=2
3 9 5] &80 B 1
4 12 5] 50 P 1
5 15 B 50 B 1
6 18 <] 50 P2
B 24 8 60 2
10 30 10 75 B2
12 35 12 Fis) e 2
16 45 16 100 B2
20 50 20 100 e 2
et s Es==EEIE
2 Flute, Aluminum Standard Length
WC=90 Co=10 HRA=91.2 #i#7=3800N/mm’® HI=0.6um D 2MTol
D12 -u?nz
D3>12 -u'?na
#firurisimen )
B o - —— =80
iz L
B2 c:J_-H— - - D
Le
: L
HE
D Le d L Figure No.
8 4 75 B 1
1.5 8 4 75 B 1
2 B8 4 75 1
2.5 10 4 15 B 1
3 12 4 75 B
4 16 4 75 PE| 2
3 12 5] 75 B
4 16 [+ 75 P 1
] 20 B 75 B 1
6 24 3] 75 2
8 32 8 75 B2
10 40 10 100 B2
12 45 12 100 e 2
16 65 16 150 B2
20 75 20 150 2




BEFEBESESET | Solid Carbide Endmills

S500 =71$aA 7] [E] [%] @] [@

3 Flute, Aluminum Standard Length

WC=980 Co=10 HRA=91.2 ##7=3800N/mm~ $FE=06um D £ Tol

D=12

D=1Z
Mt unitime | W firunitimm |

a1 [ SR, E o]

m2 < e 40
L . |

BE

D Le d L Figure No.
1 3 4 50 £l
1.5 5 4 b0 A1
2 6 4 50 B
2.5 8 4 50 B
3 9 4 50 E3
4 12 4 50 2
3 9 6 50 B
4 12 B 50 E1
5 15 6 50 A1
5] 18 6 50 B2
8 24 B 60 2
10 30 10 75 B2
12 35 12 75 2
16 45 16 100 F2
20 50 20 B2

S500 =7 KSR 8RB s

3 Flute, Aluminum Standard Length

WC=90 Co=10 HRA=91.2 #H#7=3800N/mm* HfHFE=06um D 48T
o<t | S
D12 -u?m

Hhrmitimm |

=

e |
= L
EE
P e ; b Figure No.
1 3 2 75 A1
15 8 a 75 o
2 8 4 75 A1
25 10 a 75 &1
3 12 4 75 A1
a 16 2 75 =2
3 12 6 75 &1
4 16 6 75 &1
5 20 6 75 A1
: 24 6 75 2
3 32 8 75 A2
10 40 10 100 E2
12 25 12 100 /2
16 85 16 150 2
20 75 20 160 /2




SUCO®
S500 = 7152 7] ENENMACE

2 Flute,Aluminum Standard Length

WC=90 Co=10 HRA=91.2 Hi#f=3800N/mm’® $E=06um 5 | i

0
={.02

0
={.0%

M fitunitimen |

o ——

D=12

D12

M2 d = - 0
Le
L
BE
D Le 3 L Figure No.
: 3 4 50 &1
1.5 5 4 50 B
7 6 4 50 =1
25 8 4 50 B
3 9 4 50 &1
A 12 4 50 @2
3 9 5 50 B
4 12 5 50 =1
5 15 5 50 A1
5 18 5 50 &2
8 24 B 60 @2
10 30 10 75 2
12 35 12 75 &2
16 45 16 100 2
20 50 20 100 &2

S500 =7)43F ) Bk g el

3 Flute, Aluminum Standard Length

WC=90 Co=10 HRA=91.2 ##7=3800N/mm® ¥fFE=06um b 28 Tol
Ds12 ;22
D12 ..
B AT anitime |
B 9 = B E
. L
mz2 - =D
L
5
D Le d L Figure No.
1 3 4 50 B 1
1.5 b 4 50 BN
2 6 4 50 =i}
2.5 8 4 50 AN
3 9 4 50 B 1
4 12 4 50 B2
3 9 G 50 B
4 12 3 50 &N
5 1B G 50 B
4] 18 3 50 B2
8 24 B 60 B2
10 30 10 Fis B2
12 35 12 75 B2
16 45 16 100 &2
20 50 20 100 B2

=81=




BEFEBESESET | Solid Carbide Endmills

S500 —714R k7]

2 Flute Aluminum Ballnose

WC=90 Co=10 HRA=91.2 #i#i=3800N/mm® #fE=0.6um

1

E2

=

!

R Le d L FigErf No.
05 2 3 50 X
05 2 4 50 1
0.75 3 3 50 &
0.75 3 4 50 &1

1 4 3 50 FE 1

: 4 4 50 ™
1.25 b 3 50 B
1.25 5 4 50 &1
1.5 6 3 50 pE 2
15 6 4 50 ™%
1.7/b Fi 4 50 B

2 8 4 50 &2
0.5 & 6 50 FE 1
0.75 3 6 50 %

1 4 6 50 B
1.25 b 6 50 B 1
15 6 6 50 1
1.75 7 6 50 %

2 8 6 50 %
2.25 9 6 850 B
25 10 6 50 1
2.75 11 (1 50 B

3 12 6 50 72
3.5 14 8 60 B

4 16 8 60 2
45 18 10 75 ]

5 20 10 75 72
5.5 22 12 75 &1

6 24 12 75 FE 2

7 28 14 100 2

8 32 16 100 72

9 36 18 100 &2

10 40 20 100 FE 2




suco®
S500 —7)$RHEIR T @@J @][@]

2 Flute Aluminum Comer Radius

WC=980 Co=10 HRA=891.2 #i#1=3800N/mm" $FE=06um D | 4Tl
D=12 B
D>12 g
M fitunitimen |
g il
m 94 o = Sy

dl - ——— - D
| Le
L

i3] i3
D R Le d L Fiﬂ;"n_ D R Le d L Figu:‘m
1 0.1 3 4 50 E1 8 0.3 24 8 60 E2
1 0.2 3 4 50 Bl 8 0.6 24 8 60 2
1 0.3 3 4 60 B 8 1 24 8 60 EE 2
L5 0.2 b 4 50 1 8 1.5 24 8 60 2
1.6 0.3 5 4 50 B 8 i 24 8 60 E2
J 0.2 6 4 50 E1 8 2.5 24 8 60 P 2
2 0.3 6 4 50 E1 8 3 24 g 60 B2
2 05 6 4 50 E1 10 0.3 30 10 75 B2
2.5 0.2 8 4 50 B 10 0.5 30 10 75 FE 2
3 0.2 2 < 50 2 10 1 30 10 75 2
3 0.3 o 3 B0 B2 10 1.5 30 10 75 E2
3 0.5 9 3 B0 B2 10 2 30 10 75 Pl 2
3 1 9 3 50 Bz 10 2.5 30 10 76 B2
3 0.2 9 4 50 B 10 3 30 10 75 =2
3 03 9 4 50 1 12 0.3 35 12 75 EE 2
3 0.5 9 4 50 B 12 0.5 35 12 75 2
3 1 9 4 B0 E1 12 1 35 12 15 2
4 0.2 12 4 50 B2 12 1.5 35 12 Fi P2
4 0.3 12 4 50 B2 12 2 35 12 75 B2
d 0.5 12 4 50 B2 12 25 35 12 75 52
4 1 12 4 50 A2 12 3 35 12 75 B2
4 1.5 12 4 50 2
5] 0.2 15 G B0 E1
5 0.3 16 6 B0 B
5 0.5 16 6 b0 B
5 1 15 6 50 B
5] 0.2 18 6 60 A2
5] 0.3 18 6 50 A2
5] 0.5 18 G 50 E2
6 1 18 (53 50 B2
6 1.5 18 6 B0 B2
6 2 18 6 50 B2




BEFEBESESET | Solid Carbide Endmills

S500 =714RHE& N

3 Flute Aluminum Cormer Radius

WC=80 Co=10 HRA=91.2 #iT=3800N/mm® H{2=0.6um

8] A Tol
D=12 Py
D> 12 e

i frunitisam |
30|
J Lc

" m

D A Lo d L ng.nrfm D R Le d L ng:’”n_

: 0. 3 Z 50 & 8 03 | 2 8 80 &2

| 0.2 3 2 50 &1 8 05 | 24 8 60 &2

| 0.3 3 4 50 &1 8 1 24 8 60 w2
15 | 02 5 4 50 A1 8 15 | 24 8 60 w2
1.5 0.3 5 4 50 B 1 8 2 24 8 60 F2
. 0.2 G 4 50 =1 8 2.5 24 8 60 B2
2 | 03 : 4 50 & 8 3 24 8 60 m2
2 0.6 G 4 50 1 10 0.3 30 10 76 B2
25 | 02 : 4 50 1 10 | 05 | 30 10 75 w2
3 | 02 9 3 50 2 10 1 30 10 75 2
3 | 03 9 3 50 2 10 | 15 | 30 10 75 &2
3 | 05 9 3 50 2 10 2 30 10 75 &2
3 : 9 3 50 B2 10 | 25 | 30 10 75 &2
3 | 02 9 2 50 T 10 3 30 10 75 &2
3 0.3 9 4 60 &1 12 0.3 35 12 75 2
3 | 05 9 2 50 Ol 12_| 05 | 35 12 75 2
3 1 9 4 50 & 12 1 35 12 75 w2
4 0.2 12 4 50 &2 12 1.5 35 12 75 B2
4 | 03 | 12 2 50 2 12 2 35 12 75 m2
4 | o5 | 12 2 50 2 12 | 25 | 35 12 75 &2
4 1 12 2 50 2 12 3 35 12 75 &2
4 1.5 12 4 50 &2

5 | 02 | 15 5 50 ol

¥ 0.3 16 5] 50 =1

5 05 15 5] 50 &N

5 : 15 5 50 &

8 | 02 | 18 5 50 2

6 | 03 | 18 6 50 2

B 0.5 18 ] b0 &2

B 1 18 6 50 &z

5 | 15 | 18 5 50 B2

6 2 18 5 50 2




S500 —71mmEAFET

2 Flute,Aluminum with long Stank Length

WC=90 Co=10 HRA=91.2 #i#=3800N/mm® #I{E=0.6um D | &%Tol

Le
; 4

d ke d k F.gErf No.
1 8 6 75 1
2 8 B 75 A1
3 12 6 75 1
4 14 & 75 E1
5 18 6 75 1
6 21 B 75 2
8 32 8 100 2
10 bb 10 180 B2
12 60 12 150 52
S$500 =71t ¥ 7] [EJ @]
3 Flute Aluminum with long Stank Length
WC=80 Co=10 HRA=91.2 #iT=3800N/mm® ##E=0.6pm D &8 Tol
D=1z P
D>12 _opa
## fiuritimm |
g B & B | 2
. L
—
E2 d o - D
L L L |
0 o a L F.g-;.: No.
1 8 B 75 E1
2 8 B 75 A
3 12 B 75 1
4 14 B 1o sl
5 18 B 75 E1
6 21 B 75 2
8 32 8 75 2
10 65 10 150 E2
12 60 12 150 2




BEFEBESESET | Solid Carbide Endmills

S500 — 71 AR T]

2 Flute Ballnose, Aluminum with long shank length

WC=90 Co=10 HRA=91.2 ##=3800N/mm® RI#E=0.6um D &9 Tl

D=12 Py

D>12 e

W frunitirm |
w1 © > =
Le
- L {
%
o e
L e
P 23 i k FigErf No.

0.5 2 6 75 k1
0.5 2 6 100 1
0.7% 3 6 Fii) 1
0.75 3 (4] 100 B
1 4 6 75 1
1 4 6 100 1
1.25 b 6 Fii) 1
1.25 3] 6 100 B
1.5 5] 6 75 1
1.5 5] 6 100 1
1.7/5 Fi 6 100 1
2 8 6 75 1
2 8 6 100 B 1
2.5 10 6 75 1
2.5 10 6 100 B
3 12 6 75 B2
3 12 6 100 2
3 12 6 150 2
4 16 8 Fis} 5 2
4 16 8 100 B2
4 16 8 150 i 2
5 20 10 100 2
7 20 10 150 B2
6 24 12 100 B2
6 24 12 150 5 2
7 28 14 150 2
8 32 16 150 5 2
9 36 18 150 2
10 40 20 150 5 2




S550 = 7158 7] a NEANICT

2 Flute,Aluminum Standard Length

WC=87 Co=12 HRA=91.8 Hi#T=4000N/mm® HE=0.4pm o | e#Tl

o - —SoS

e

e o d L Figure No.
1 3 2 50 &
15 5 4 50 ok
2 6 2 50 &
25 8 4 50 &
3 9 4 50 &
4 12 4 50 2
3 9 6 50 &
4 12 6 50 &
5 15 6 50 ol
6 18 6 50 o
8 24 8 60 2
10 30 10 75 2
12 35 12 75 &2
16 45 16 100 2
20 50 20 100 oF

S550 — 717 [E] [QBJ L@] [ﬁ]

2 Flute,Aluminum Standard Length

WC=87 Co=12 HRA=91.8 H#H=4000N/mm* HFE=04pm b 2% Tol
Ds12 -u?n:

Dx12 .03
4 uritieree

m o e b I

Le

‘ Le

MHE
o = 8 - Figure No.
1 8 & 15 B 1
1.5 8 2 75 @
2 8 & 75 BE 1
2.5 10 4 75 1
3 12 2 75 T
4 16 4 75 @2
3 12 6 75 B 1
4 16 6 75 ol
5 20 6 75 o
6 24 6 75 2
B e 8 75 B2
10 40 10 100 2
12 45 12 100 m2
6 65 16 150 2
20 75 20 180 B2

_B?_



BEFEBESESET | Solid Carbide Endmills

S$550 =715aM 7] @@]@ @]

3 Flute, Aluminum Standard Length

WC=87 Co=12 HRA=91.8 HiT=4000N/mm" H#E=04um D 28 Tol

D=12

D=1Z
Mt unitime | W firunitimm |

a1 [ SR, E o]

m2 o 5 -0
=
EE
C Ld 2 5 Figure No.
1 3 4 50 1
1.5 5 4 50 A1
2 3 4 50 1
2.5 8 4 50 Eh
3 9 4 50 1
4 12 4 50 2
3 9 6 50 1
4 12 6 50 1
o 15 ] 50 B
6 18 6 50 2
8 24 8 60 2
10 30 10 75 2
12 35 12 75 2
16 45 16 100 @2
20 50 20

S550 =71micEA 7 [a] [%] @] @

3 Flute,Aluminum Standard Length

WC=87 Co=12 HRA=91.8 #i#i=4000N/mm® HE=0.4pm '_'ﬁ_f_éi:t}'fﬁ"
Ds12 002

D>12 | _[Em

i Erumitimm |

| ¢ R ™ = -of

=

B2 d — - —mrn

T
- L
EE
o L& “ . Figure No.

1 8 4 75 B
1.5 8 4 76 B
2 8 4 75 E1
2.5 10 4 75 A1
| 12 4 Fi 1
4 16 4 75 E2
3 12 (5] 75 1
4 16 6 75 B
5 20 6 76 A1
G 24 6 75 [E2
&) 32 B 7b E2
10 40 10 100 2
12 45 12 100 E2
18 65 16 160 2
20 76 20 150 E2




suco®
550 =18 CIEN

2 Flute,Aluminum Standard Length

WC=87 Co=12 HRA=91.8 Hi#T=4000N/mm® HE=0.4pm o | e#Tl

D=12

D12

w1 o - oSl

e

e o d L Figure No.
1 3 4 50 &
15 5 4 50 ok
2 5 4 50 )
25 8 4 50 &
3 9 4 50 &
4 12 4 50 2
3 9 6 50 &
4 12 6 50 &
5 15 6 50 ol
6 18 6 50 o
8 24 8 60 2
10 30 10 75 2
12 35 12 75 &2
16 45 16 100 2
20 50 20 100 oF

S550 =758 7) HENMCD

3 Flute, Aluminum Standard Length

WC=87 Co=12 HRA=91.8 Hi#T=4000N/mm® HFE=04um D | &%l

1]
D==12 -0.02

1
=0.03
Bifranitimem

D12

g o[ 2 g of

. oy

I
L
He
D ka ? k Figure No.
1 3 2 50 )
1.5 5 4 50 1
2 6 4 50 )1
25 8 1 50 &1
3 : 4 50 ok
4 12 1 50 2
3 : 6 50 )
2 12 8 50 o
5 15 8 50 &
6 18 6 50 2
8 24 8 60 2
10 30 10 75 2
12 35 12 75 2
16 45 16 100 2
20 50 20 100 2




BEFEBESESET | Solid Carbide Endmills

S550 —714a k7

2 Flute Aluminum Ballnose

WC=87 Co=12 HRA=91.8 ##=4000N/mm*® HifE=0.4um

B2

=

R Le d L FrgErme
0.5 2 3 50 il
0.5 2 4 50 1

0.75 3 3 50 2
0.75 3 4 50 B

1 4 3 50 B 1

1 4 4 50 1
1.25 5 3 50 2
1.25 5 4 50 3]
1.5 6 3 50 F2
1.5 B 4 50 1
1./5 Fi 4 b0 B

2 8 4 50 2
0.5 2 6 50 il

0.75 3 6 50 1

1 4 (5] B0 B
1.25 5 6 50 B
1.5 6 6 50 il
1.75 7 6 50 1

2 g & 50 &1

2.25 9 6 50 3]
2.5 10 6 50 1
2.75 11 6 50 1

3 12 & 50 &2
3.5 14 8 60 B

4 16 8 60 A2
45 18 10 75 1

5 20 10 75 &2
5.5 22 12 75 B

6 24 12 75 A2

7 28 14 100 A2

g 32 16 100 &2

9 36 18 100 2
10 40 20 100 F2




suco®
S550 V)R HEIR T [E] [@@] [E] [ﬂ_@]

2 Flute Aluminum Comer Radius

WC=87 Co=12 HRA=91.8 fiif=4000N/mm® #{E=04um o | &ETd

D=12

={.02

D12 R

M fitunitimen |

'] R
m 9 i = D{
; | Le -
o
mE 4| —— — g ﬁ
1 I Le
H i1
D R Lo d L Fiﬂ;"n_ D R Lo d L Figu:‘m
1 0.1 3 4 50 &1 H 03 24 8 60 2
1 0.2 3 4 50 il B 0.5 24 g 60 2
1 0.3 3 4 50 1 8 1 24 8 60 2
1.6 0.2 5 4 50 Gl 8 1.5 24 g 80 2
1.5 03 5 4 50 &1 8 2 24 8 60 2
2 0.2 ] 4 50 El1 8 2.5 24 8 60 B2
2 0.3 6 4 50 il 8 3 24 g 60 B2
2 0.5 6 4 50 A1 10 0.3 30 10 75 2
2.5 0.2 8 4 50 1 10 0.5 30 10 75 2
3 0.2 9 3 50 2 10 1 30 10 75 B2
3 03 9 3 50 &2 10 1.5 30 10 75 2
3 0.5 9 3 50 B2 10 2 30 10 75 2
3 1 g 3 50 E2 10 2.5 30 10 75 E2
3 0.2 9 4 50 B 10 3 30 10 75 2
3 0.3 9 4 50 B 12 0.3 35 12 75 2
3 0.5 9 4 50 A1 12 0.5 35 12 75 B2
3 1 5 4 50 &1 12 1 35 12 75 2
4 0.2 12 4 50 2 12 1.6 35 12 75 2
4 0.3 12 4 50 E2 12 2 35 12 75 A2
4 0.5 12 4 50 B2 12 25 35 12 75 2
4 1 12 4 50 A2 12 3 35 12 75 2
4 1.6 12 4 50 A2
5 0.2 15 6 50 &1
5 0.3 15 6 50 &1
5 0.5 16 6 50 B
5 1 15 6 50 B
8 0.2 18 6 50 2
6 0.3 18 6 50 A2
6 05 18 6 50 &2
6 1 18 6 50 2
6 1.6 18 6 50 m2
6 2 18 6 50 B2

~91-



BEFEBESESET | Solid Carbide Endmills

$550 =745 HEIR 7 E [m [%] @] @]

3 Flute Aluminum Cormer Radius

WC=87 Co=12 HRA=91.8 H#f=4000N/mm® #E=04pm D 2% Tal

i
TP ——" s

" m

D A Lo d L ng.nrfm D R Le d L ng:’”n_
i 0.1 3 Z 50 & 8 | 03 | 24 8 80 2
1 0.2 3 2 50 M1 g | 05 | 24 8 60 2
1 0.3 3 4 50 M1 : i 24 8 60 2
15 | 02 5 4 50 A1 8 | 15 | 24 8 60 w2
1.5 0.3 5 4 50 E1 B 2 24 8 60 2
2 0.2 G 4 50 3} 8 2.5 24 8 60 B2
2 0.3 6 4 50 A1 8 3 24 8 60 2
2 0.5 G 4 50 1 10 0.3 30 10 76 2
25 | 02 : 4 50 M1 10 | 05 | 30 10 75 2
3 0.2 9 3 50 w2 10 1 30 10 75 2
3 03 9 3 50 &2 10 | 15 | 30 10 75 2
3 0.5 9 3 50 &2 10 | 2 30 10 75 @2
3 : 9 3 50 E2 10 | 25 | 30 10 75 2
3 0.2 9 2 50 M1 0 |3 30 10 75 w2
3 0.3 9 4 60 B 12 0.3 35 12 75 52
3 0.5 9 2 50 A1 12 | 05 | 35 12 75 2
3 i 9 4 50 @1 12 1 35 12 75 2
4 02 | 12 4 50 m2 12 | 15 | 35 12 75 2
4 03 | 12 2 50 m2 12 | 2 35 12 75 2
4 05 | 12 2 50 w2 12 | 25 | 35 12 75 2
4 1 12 2 50 A2 12| 3 35 12 75 2
4 1.5 12 4 50 2

: 02 | 15 5 50 &1

B 0.3 16 5] 50 B

5 0.5 15 5] 50 1

5 ] 15 5 50 A1

6 02 | 18 5 50 w2

6 03 | 18 6 50 w2

3] 0.5 18 ] b0 B2

6 1 18 6 50 m?

6 15 | 18 6 50 &2

6 2 8 5 50 M2




SUCO®
$550 = 7 MKIEAET] 2P B e

2 Flute,Aluminum with long Stank Length

WC=87 Co=12 HRA=91.8 Hi#T=4000N/mm® HE=04pm O | 4Tl

D=12 B

D>12 g

M AT unitirm |
B o - T===30l
- L
Hz d - - - D
Le
. o |
B
a s & 5 Figure No.

1 8 B 75 1
2 B 3] 75 A1
3 12 6 75 1
4 14 5] 75 B
3 18 6 75 A1
& 21 6 75 2
g 32 g 75 2
10 Bb 10 150 2
12 60 12 150 2

S550 =71mkERAEN

3 Flute, Aluminum with long Stank Length

WC=87 Co=12 HRA=91.8 Hi#T=4000N/mm® FfE=04um D £ Tol
D=1z o
D>12 oo

IR funitimm |

-
2 - - D
L L L |

D Le d L FI;E:H::.

1 8 5] Fis B

2 8 6 75 &1

3 12 6 75 B

4 14 6 75 1

o 18 5] /b BN

6 21 6 75 &2

8 32 8 75 w2

10 56 10 150 &2
12 60 12 150 &2

~93-



BEFEBESESET | Solid Carbide Endmills

S550 — 71 ABkT]

2 Flute Ballnose, Aluminum with long shank length

WC=87 Co=12 HRA=91.8 ##T=4000N/mm’® =04 um D &9 Tl
D=12 Py
D>12 e
W frunitirm |
m 5 =
Le
- L {
%
L e
P 23 i k FigErf No.

0.5 2 6 75 1
0.5 2 o 100 1
0.75 3 6 o B
0.75 3 B 100 BN
1 4 6 75 1
1 4 o 100 B
1.2b o 6 o B
1.25 b i 100 &
1.5 6 B 75 B
1.5 6 G 100 B
1./b Fi 6 100 B
2 8 6 75 &N
2 B 6 100 Gl
2.5 10 ] 75 BT
2.5 10 3] 100 B
3 12 i 75 B2
3 12 B 100 2
3 12 G 150 B2
4 16 8 75 B2
4 16 8 100 B2
4 16 a8 150 B2
5 20 10 100 2
5 20 10 150 B2
6 24 14 100 B2
6 24 12 150 B2
7 28 14 150 2
8 32 16 150 B2
9 36 18 150 &2
10 40 20 150 B2




SUCO®
S560 — )R KLEM T FNENMCE

2 Flute,Aluminum Standard Length

WC=87 Co=12 HRA=02.5 ¥Hi#T=4000N/mm® #E=04pm O | 4Tl

0
D=12 et

0
={.0%

M fitunitimen |

D12

fte

E2 d - = -D
!_ Le
L
D Lo d L Figure No.
1 3 4 50 &1
1.5 B 4 50 B 1
? 6 4 50 P 1
2.5 8 4 50 ] 1
3 9 4 50 1
3.5 12 4 50 E 1
4 12 4 50 2
3 f 6 50 B 1
3.5 12 (5] 50 BE 1
4 12 B 50 1
5 15 3] 50 A 1
B 18 6 50 2
8 24 8 60 &2
10 30 10 75 2
12 36 12 75 2
16 45 16 100 2




BEFEBESESET | Solid Carbide Endmills

S560 =71 ®mXEAN

3 Flute, Aluminum Standard Length

WC=87 Co=12 HRA=02.5 ¥Hi#T=4000N/mm® #E=04pm

1] 22 Tl
0
D12 Py
D>12 -u?ua
M franitierm |

&1 - D
L
L1 |
L
D Le d L Fm;':m_
] 3 4 50 B 1
1.5 5 4 50 B
2 6 4 50 E 1
2.5 g 4 50 [ 1
3 9 4 50 B 1
3.5 12 4 50 B 1
4 12 4 50 2
3 9 G 50 [ 1
3.5 12 (51 50 B
4 12 6 50 1
5 15 6 50 P 1
6 18 G 50 2
8 24 8 60 2
10 30 10 75 2
12 36 12 75 2
16 45 16 100 2




suco®

S560 —7Im&ExEEA T

2 Flute,Aluminum with long Stank Length

WC=87 Co=12 HRA=92.5 #Hi#T=4000N/mm® HE=04pm O | 4Tl
D=12 B
D>12 g

M AT unitirm |

L&

Ez2 « =t — -0
Le
i

D B d . Figure No.
1 8 B Fis 1

2 8 3] 75 B

3 12 A 75 A1

4 14 3] 75 1

b 18 & 15 1

& 21 3] 75 B2

8 32 8 75 2
10 55 10 100 H2
12 60 12 100 &2
16 65 16 150 2




BEFEBESESET | Solid Carbide Endmills

S560 =71MK&XEAT]

3 Flute,Aluminum with long Stank Length

35 (2)(2) (@) (wo

WC=87 Co=12 HRA=925 #i#T=4000N/mm*® ¥fE=04pum o 8 Tel
D<12 -u?nz

D> 12 -u?ua
W frunitirm |

g1 — — - D
. L
= R i
E2 d — — D
’ Le
L
HE
- - d L Figure No.
1 8 B 50 %1
2 8 B 50 B
3 12 3] 50 1
4 14 3] 50 B
5 18 6 50 cafl
3] 21 B 50 B2
8 32 8 60 E2
10 55 10 75 £l
12 60 12 75 L)
16 65 16 150 ETp,




S550 T&I7]
T milling cutters
WC=87 Co=12 HRA=91.8 Hiii=4000N/mm’® #I2=0.4um o [ 4¥T
D=12 B
D12 g
Mgl unitirnen |
Hl-il—n—
o
d i 2 i 5 2 = E —|D
i Lc__“_
L i .
D H d Le L
1 0.2 2 3 50
1 1 2 3 50
1.5 0.2 3 3 50
1.5 1.5 3 3 50
2 0.2 4 5 50
2 2.5 4 7] 50
2.5 0.25 B 5 50
2.5 3 b b 50
3 0.5 ] 8 50
3 1.5 G B8 50
4 0.5 8 10 50
4 2.5 8 10 50
5 0.5 10 10 50
5 3.5 10 10 50
6 0.5 12 10 60
6 4 12 10 60
$550 EISETRT]
circular arc T milling cutters
WC=87 Co=12 HRA=91.8 H#T=4000N/mm’ $#&E=04pum D 4 Tol
De12 oba
D>12 By r
{2 unitimm |
H
S
ﬂ_- R b el
L =.-L':i““x.p|
D R H d Le L.
1 0.5 1 2 3 50
1.5 0.75 1.5 3 3 50
2 0.5 1 4 5 80
2 1 2 4 5 50
3 1 2 5 D 50
2 1.5 3 5 3] 50
4 1 2 6 8 80
2 2 4 6 8 50
5 1 2 8 10 50
4 2 4 8 10 50
b 2 4 10 10 50
4 3 6 10 10 80
6 25 5 12 10 60
4 4 8 12 10 60




BEFEBESESET | Solid Carbide Endmills

S550 HRJ]

The R milling cutters

WC=87 Co=12 HRA=91.8 {i#=4000N/mm® HE=04um

1] 22 Tl
0
D12 Py
D>12 .u'?ua
M franitierm |

R D d L
0.5 1.5 8 50
RO.75 1.5 8 50
R1 1.0 8 50
R1.25 1.5 10 50
R1.5 1.5 10 50
R1.75 1.5 10 50
R2 1.5 12 50
R2.5 1.5 12 50
R3 1.5 12 50
R4 2 16 60
R5 3 16 Fis
RE 3 16 75
S$550 ARJ]
The R milling cutters
WC=87 Co=12 HRA=91.8 H#i=4000N/mm® $FE=04um D £ Tol
Ds12 e
D>12 e
o fruritirmm |
R
- —|D

R D d L
RO.5 1.5 8 50
R1 1.5 8 50
R2 1.5 8 50
R3 1.5 10 60
R4 1.5 10 50
R5 1.5 10 50
R6 1.5 12 50
R7 1.5 12 50
R8 1.5 12 50
RS 2 16 60
R10 3 16 75
R20 3 16 75

=100~



suco®

S550 BR8N

Saw blade milling cutter

WC=87 Co=12 HRA=91.8 H#=4000N/mm* IMFE=04pm D

&8 Tol

D=12

={.02

D12

={.0%

Mg unitfrmem )

d b D

6 0.16-4.5 12

8 0.15-4.5 16

8 0.15-4.5 20

8 0.2-4.56 25
8M12.7 0.2-4.b 27
812.7 0.2-45 30
8M12.7 0.2-4.5 32
12.7 0.3-456 40
12.7 0.3-4.b 4b
12.7 0.3-4.5 50

16 0.3-4.5 55
16/20 0.3-56.0 63
12.7/25.4 0.3-5.0 70
12.7/26.4 0.4-5.0 75
25.4/31.75 0.4-5.0 80
25.4/31.75 0.4-5.0 85
2b.4431.75 0.5-5.0 80
26.4/31.75 0.5-5.0 95
25.4/31.75 0.5-5.0 100
25.4/31.75 0.5-5.0 105

—101-




BEFEBESESET | Solid Carbide Endmills

580 47 =EEEIAC

Saw blade m“”ng cutter BICIRANEE @ Seepage 1 for guidelines to icons
WC=88 Co=12 HV30=1700 HRA=92.5 #T=4000N/mm" #&E=04um D 28 Tl
D=17 -u?nz
D12 -u?m
M frunitisem |
L

._ ! T T

-||III||L| ”“m §

M D Le d L
M1.0%0.25 0.73 2.3 4 50
M1.0%0.25 0.92 2.8 4 50

M1.4*0.3 1.05 3.2 4 50
M1.6%0.35 1.21 3.7 4 50
M2.0*0.4 1.55 4.6 4 20
M2.5%0.45 2 5.8 4 50
M3*0.56 2.44 7 4 50
M4*0.7 3.2 9.3 4 50
M5*0.8 4 11.5 6 60
ME*1.0 4.85 13.8 B 60
MB*1.25 6.7 16.2 8 60
M10*1.5 8.7 19.5 10 75
M12%1.75 9.9 245 12 75
M16*2.0 13.8 32 16 90
M20*2.5 L7 35 20 100
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THAEMBEZFER Workpiece Material Table

e
ISO Material

Group

GESAC

TH&H
Workpiece Material

G
Carbon
content

U4 38 i
Tenclie Stre
w"’h

HICHE
Brinell
Hardness HB

SUCOo®

HEEE
Rockwell Hardness
HRC

&
Steels

PA

EWR, <N
Low-carbon Staels,Long Chipping

C<0.25%

<1258

EWm, SR, BN
Low-carbon Steels,Short Chipping,Free—cutting Steels

C«<0.25%

<125

PC

L
High=Carbon Steels, Medium—carbon Stesls.

C<0.25%

B

PD

SN, TAR
Alloy Steals, Tool Steels

C«<0.25%

<330

&

“&#, TR
Alloy Steels, Tool Steels

C<0.25%

8501400

340-450

35-48

PF

SRETHRN, JRETFER, PHTHER
Fermitic Stainless Steels, Martensitic Stainless Steels,
PH Stainless Steels.

C=(0-0.4)%

<330

MRS RET RN, SRETHER, PHTER
High-strangth Famitic Stainless Steels,
Martensitic Stainless Steels,PH Stainless Steels,

C={0.1-0.6)%

200-1350

35-48

M

TEER
Stainless

Steeals

REEFSR
Austenitic Stainless Staals

C=(0.05-0.15)%

130-200

T R ) 08 6 P B
High-Strength Austenitic Stainlass Staels
and Cast Stainless Steals.

C={0.05-0,15)%

150-230

TiETER
Duplax Stainless Steels

C={0.05-0.20)%

135275

323
Cast Iron

% L
Gray Cast Iron.

120-280

R TR & ek, REND
Moderately Diffcult Alloy Cast iron,Nodular Cast Iron.

130260

EMIHESE®ER, RBNE
Difficult High-alloy Cast Iron,Nodular Cast Iron.

180-350

B &R | & &

e
Mon—ferrous
Materials

RESSE
Wrought Aluminium Alloys

60-80

HESEE
Cast Aluminium Alloys

70-100

wESAE
Cast Aluminiurm Alloys

80-120

A, Afts
Copper,Copper Alloys

ND

a8, ®&H¥E Graphite, CFK,CFRP
Graphite, Composite Materials

600-1500

NE

EENAH#E ( MMCs )| GFK CFK
Aluminium-based Composite Matarials

<700

<210

mtsE. B
Heat-—resistant
Allovs and Titanium
Allovs

SENEA S
Iron-basad Heat-rasistant Alloys

500-1200

160-260

25-48

HENRSS
Cobalt-based Heat-resistant Alloys

1000-1450

250-450

25-48

sSC

HENRAS
Nickel-based Heat-resistant Alloys

600-1700

160-450

sD

tEaE
Titanium and Titanium Alloys

200-1600

T I
High Hardness

Matenals

HA

e f )
Hardened Steals

HB

it ]
Hardened Steels

HC

A
Hardened Steals

56-60

HD

-4 4]
Hardened Steals

=60
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&% Cutting parameters

AN TR ZHSERTE A

Cutting Parameters and General Formula

HESYUE KB Parameter and Unit
D #7152 Diameter (mm) Fn S48 Feed per Revolution (mm/rev)
ap WHEIZRE Cutting Depth (mm) fz B 718 Feeding per Teeth (mm/tooth)
ae YIRIAE Cutting Depth (mm) Z 71718 Number of Teeth
WV #453% % Feed Rate (mm/min) n =¥3%E Spindls Speed (rev/min)
Ve HIHI3ERE Cutting Speed , L TES S8 EE Length
- B e {m/min) f & g (mm)
(THEE+HENEE. 1+D)
Q & ® A2 Rate of Metal Removal (em®/min) Tc h0 B8] Processing Time (min)
il At ¥4 General Fomula
Ve + 1000 _
n =¥ E Spindle Speed i { rev/min}
n=D=n ,
Ve #1813 B Cutting Speed Ve= T { m/min)
Vi # I Feed Rate Vi= fz*z+*n { mm/min)
Vf .
fz # 7] #4458 Feed per Teeth fz= T { m/min|
ae *ap* Vi Tr s
Q % EHE % Rate of Metal Removal Q= e L erm/min)
. L _
Tc il TR &l Processing Time Te= { min)
‘ -
HEFF T HI =¥ Recommended Cutting Parameters
M1E., 5%k For Steel,Cast Iron——{l|€% Side Milling
T ¢t @ 7 mE
Workpiece Material Cutting Speed{m/min) Tool Diameter(mm)
B | BiF | B
a, % | Min |Optimum| Max | ™ 1 2 4 8 8 10 12 16 20 | 25
PA |1xD[{012xD| 140 | 170 | 200 | fz |0.013| 0.02 | 0.033| 0.045|0.062 |0.075|0.085| 0.11 | 0.12 | 0.15
PE |1xD|[0.12=xD| 140 | 170 | 200 | fz |0.013| 0.02 |0.033| 0.045|0.062 |0.075|0.085| 0.11 | 0.12 | 0.15
PC |(1xD(042xD| 120 | 150 | 180 | fz | 0.01 |0.015| 003 | 0.04 | 0.06 | 0.07 | 0.08 | 0.09 | 0.1 | 0.13
E PD |1xD|[0.12xD| 120 | 150 |180 | fz | 0.01 |(0.015| 0.03 | 0.04 | 0.06 | 0.07 | D08 | 009 | 0.1 | 0.13
PE |1xD| 04xD [ 100 | 120 | 150 | fz |0.007|0.012|0.025| 0.038|0.058 | 0.065 | 0.07 | 0.075 | 0.085 | 0.105
PF |1xD| 04xD | 90 | 110 | 130 | fz |0.007|0.012|0.022| 0.035| 0.05 |0.055 | 0.06 | 0.085 | 0.075 | 0.105
MA |1xD|012xD| 110 | 140 | 170 | fz |0.013| 0.02 | 0.033|0.045|0.082 |0.075|0.085| 0.11 | 0.12 | D.15
m MB |1xD|012xD| 100 | 130 |1s50 | fz | 0.01 |0.015| 003 | 0.04 | 0.06 | 0.07 | 008 | 008 | 0.1 | 0.13
MC |1xD|01xD | 80 | 110 | 130 | fz |0.007|0.012]|0.025|0.035| 0.05 |0.055| 0.06 |0.065|0.075 | 0.105
KA |1xD|(0.12xD| 140 | 170 | 200 | fz |0.012| 0.02 |0.035| 0.05 | 0.06 | 0.07 | 0.08 |0.095| 0.11 | 0.14
m KB |1xD|012xD | 120 | 150 | 180 | fz | 0.01 |0.015| 0.03 | 0.045|0.065 (0065|0075 0.09 | 0.1 | 0.13
KC |1xD| 01xD | 100 | 130 | 150 | fz |0.008(0.013|0.024| 0.04 | 0.05 | 0.06 | 0.07 | 0.08 | 0.08 | 0.11
MA |1xD|0.18xD| 300 | 500 | 700 | fz | 002|003 | 005| 0.07 | 009|011 | 013|017 | 0.22 | 0.28
m MB |1xD|0.18xD| 300 | 500 | 700 | fz |0.018|0.025|0.045|0.065/0.085(0.105| 0.12 | 0.15 | 0.18 | 0.24
NC |1xD|0.18xD| 250 | 450 | 650 | fz |0.015| 0.02 | D.04 | 0.06 [0.075|0.095| 011 | 0.14 | 0.17 | 0.23

LEEFESDITHAG. 82, THAFEMAEART, Dl EHeFEnTEMOEES.
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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HWEFZ D HIZ=ET Recommended Cutting Parameters

M. %k For Steel,Cast Iron——#& %k Slotting

SUCOo®

T #ot W TIHIEE 7

Workpiece Material Cutting Speed(m/min) Tool Diameter(mm)
2, ﬁ: ﬂnﬁﬁm ﬁ mm | 1 2 4 6 8 10 | 12 | 16 | 20 | 25
PA 1xD 60 | 80 |95 | fz | 0.01|002| 0.04| 005| 0.06 | 0.07 | 0.08 | 0.12 | 0.15 | 0.2
PB 1%D B0 | 80 |95 | fz | 001|002| 0.04| 0.05| 0.06 | 0.07 | 0.08 | 0.12 | 0.16 | 0.2
PC 08xD 55 | 75 |90 | fz |0.008|0.015|0.035| 0.045| 0.05 | 0.06 | 0.07 | 0.1 | 0.12 | 0.16
PD 0.8xD 665 | 70 |85 | fz |0.008|0.015|0.035| 0.045| 0.05 | 0.06 | 0.07 | 0.1 | 0.12 | 0.16
PE 05xD 5 | 60 |70 | fz |0.006|0.012| 0.03| 0.04 | 0.045|0.055|0.065| 0.09 | 0.11 | 0.13
PF 03xD 3 | 50 | g0 | fz |0.006|0.012| 0015 0.03| 0.04 | 0.05 | 0.06 | 0.07 | 0.08 | 0.11
MA 0.3xD 40 | 55 | g5 | fz |0.009| 0.02 | 0.02|0.036|0.047|0.058|0.068| 0.08 | 0.09 | 0.12
‘M IS 0.3xD 40 | 55 | g5 | fz |0.007|0.015|0.017| 0.033| 0.044 | 0.054 | 0.064 | 0.075| 0.085| 0.1
MC 03xD 3 | 50 | &0 fz | 0.006|0.012| 0.015| 0.03 | 0.04 | 0.05 | 0.06 | 0.07 | 0.08 | 0.095
| & 0.8xD 5 | 60 | 70 | fz |0.008| 0.02 |0.035|0.045| 0.05 | 0.06 | 0.07 | 0.1 | 0.12 | 0.16
b KB 08xD 40 | 55 |[g5 | fz |0.009|0.015| 0.02 | 0.036|0.047 | 0.058|0.068| 0.08 | 0.09 | 0.12
| ke 05xD 40 | 55 | g5 | fz |0007|0013|0.017|0.033|0.044|0.054|0.064|0075|0.085| 0.1
- NA 0.5xD 150 | 180 | 220 | fz |0.012| 0.03 | 0.043| 0.054| 0.065|0.075| 0.09 | 0.15 | 0.18 | 0.22
f NB 05xD 150 | 180 | 220 | z |0.012|0.025| 0.043| 0.054| 0.066 | 0.075| 0.09 | 0.15 | 0.18 | 0.22
NC 0.5xD 130 | 160 | 190 | fz | 0.01| 002 | 0.04| 0.05| 0.06 | 0.07 | 0.08 | 0.12 | 0.16 | D.2

EREBEESMTHRAE., Sk, RTATREERANT, DL EREHENTSMRtSE.

This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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&% Cutting parameters
HWEFZ D HIZ=ET Recommended Cutting Parameters

M. £5%k For Steel,Cast Iron——{#$k Profiling

T HHH @ £ B nE
Workpiece Material Cutting Speed(m/min) Tool Diameter(mm)
| W[ ﬂpﬁm X | w | 2 | 4 | 6 | &8 | 10| 12 | 186 | 20
PA | 02xD| 03xD | 120 | 10 |200 | fz |0.009 |0.018 | 0.038 | 0.058 | 0.076 | 0.095 | 0.115 | 0.15 | 0.18
PB | 02xD| 08xD | 120 | 160 |200 | fz |0.009 | 0.018| 0,038 | 0.068 | 0.076 | 0.095 | 0.116 | 0.16 | 0.18
PC | 02xD| 03xD | 110 | 140 |170 | fz |0.007 | 0.015| 0.032 | 0.052 | 0.07 | 0.085|0.105 | 0.13 | 0.16
PD | 02xD| 03xD | 110 | 140 |170 | fz |0.007 |0.015|0.032|0.052 | 0.07 |0.085|0.105 | 0.13 | 0.16
PE | 02xD|025xD| 100 | 120 |160 | fz |0.006 |0.012|0.028|0.046 |0065| 008 | 0.1 | 0.12 | 0.15
PF | 02xD| 02xD | 80 | 110 (130 | fz |0.006 |0.012 | 0.026 | 0.043 | 0.062 | 0.075 | 0.095 | 0.112 | 0.14
MA | 0.2xD| 02xD | 80 | 110 |130 | fz |0.007 |0.015 | 0.032|0.052 | 0.07 | 0.085|0.105 | 0.13 | 0.16
MB | 02xD| 02xD | 80 | 110 |130 fz | 0,007 | 0,015 | 0.032 | 0.062 | 0.07 | 0.085 | 0,105 | 0.13 | 0.16
MC (01xD|01xD | 70 | g5 |100 | fz |0.006|0.013| 0.03 | 0.05 | 0.06 |0.076 | 0.09 | 0.12 | 0.15
KA | 02xD| 02xD | 110 | 140 (170 | fz |0.009 |0.018 | 0.038 | 0.058 | 0.076 | 0.095 | 0.115 | 0.15 | 0.18
KB | 02xD| 02xD | 110 | 140 (170 fz | 0,007 | 0.015 | 0.032 | 0.062 | 0.07 | 0.085 | 0,105 | 0.13 | 0.16
KC (03xD|03xD | 150 | 200 |280 | fz | 002 | 004 | 008 | 072 | 016 | 0.2 | 0.24 | 032 | 04
NA |03xD| 03xD | 280 | 450 |600 | fz |0025| 005 | 01 | 015 | 0.2 | 025 | 03 | 04 | 05
NB (03xD|03xD | 280 | 450 |600 | fz |0.025| 006 | 0.09 | 013 | 018 | 022 | 0.27 | 0.36 | 0.45
NC |03xD|05xD | 250 | 350 |450 | fz |[0.018|0.035| 008 | 01 | 016 | 019 | 0.23 | 03 | 036
FRBEAMTRE, %%, RTRFREEANT, M EREANnTSMNEsE,
This serie tools are most suitable for steels and cast iron,and also versatfile for other materials listed above.
1iERERIMREANE, BUEREEDS. METF. BEEIHE. TN L0 NN,
Make sure work plece and machine are stable,use hydraulic chucks,high qualitycollet chucks,or shrink fit chucks.
2 RSB ., B RIESNR YR T a
Please adjust the speed feed and cutting depth according to actual cutting conditons.
ALEERERENRBEDESMEL THASEITH, DRIASKEE, DINS~EES, ki, HEYEEEE, #HaEFNRER.
The milling cinditions are for an end mill where the tool overhang length is less than 3XD{mill dia).When the tool overhang length is longer,please
adjust the speed,feed and cutting depth.
1. #¥k For Steel,Cast Iron——fligk Side Milling
T#HH ﬂ? i ng
Workpiece Material Cutting Speed(m/min) Tool Diameter(mm)
h: [ B [M ﬂpﬁm WX om | 8 4 6 8 0 | 12 | 16 | 20
PA | 15xD|0.16xD| 150 | 180 | 210 | f | (.028 | 0.036 | 0.048 | 0.065 | 0.08 | 0.09 | 012 | 0.15
PB |1.5xD|0.15xD| 150 | 180 | 210 | fz | (0.028 | 0.036 | 0.048 | 0.065 | 0.08 | 009 | 072 | 0.15
PC |15xD|035xD| 130 | 150 | 170 | fz | (0.025 | 0.032 | 0.042 | 0.063 | 0.073 | 0.084 | 0.095 | 0.12
PD 1xD |0.16xD| 130 | 150 | 10 fz | 0.025 | 0.032 | 0.042 | 0.063 | 0.073 | 0.084 | 0.095 | 0.12
PE 1xD |012xD| 110 | 130 | 1680 | {7 | (.022 | 0.028| 004 | 0.06 | 0.068 | 0.073 | 008 | 0.09
PF |08xD|012xD| 100 | 120 | 140 | fz | 002 | 0.025| 0.038 0054 | 0.06 | 0.065 | 0.07 | 0.08
MA | 15xD|0.15xD| 120 | 150 | 180 | +fz | (0028 | 0.036 | 0.048 | 0.066 | 0.085 | 0.09 | 012 | 0.13
MB |15xD|0.15xD| 110 | 130 | 160 | fz | (0.025 | 0.32 | 0.043 | 0.063 | 0.074 | 0.085 | 0.095 | 0.11
MC 1xD |0.32xD| 100 | 120 | 140 | fz | (0.021 | 0.027 | 0.038 | 0.054 | 0.06 | 0.086 007 | 0.08
KA |15xD|0.15xD| 150 | 180 | 210 | | 0.03 | 0.037 | 0.053 | 0.064 | 0.075 | 0.085 | 0.1 | 0.12
KB |15xD | 0.15xD| 130 | 160 | 190 | fz | (0.025 | 0.032 | 0.048 | 0.059 | 0.069 | 0.08 | 0095 | 0.11
KC 1xD |042xD| 110 | 140 | 170 | fz | (0.022 | 0.03 | 0.045 | 0.056 | 0.065 | 0.075 | 0.09 | 0.102
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HETZ L EIZ= ¥ Recommended Cutting Parameters

9. ek For Steel,Cast Iron——##t Slotting

SUCOo®

T ¥t &7 VA i e
Workplece Material Cutting Speed(m/min) Tool Diameter(mm)
a, f.’f.:‘ ﬂpﬁm ﬁ mm 3 4 6 8 10 12 16 20
PA 0.8xD | 60 80 95 fz |0025 | 0.042 | 0.052 | 0.062 | 0.072 | 0.082 | 0.125 | 0.16
PB 0.8xD | 60 80 95 fz | 0,025 | 0,042 | 0.062 | 0.062 | 0.072 | 0.082 | 0.125 | 0.16
PC 05xD | 55 75 90 fz | 0022 | 0037 | 0.047 | 0.052 | 0.062 | 0.072 | 0.105 | 0.13
PD 05xD | 56 70 85 fz |0.022 | 0.037 | 0.047 | 0.052 | 0.062 | 0.072 | 0.105 | 0.13
PE 03xD | 50 60 70 fz 0.02 | 0.032 | 0.042 | 0.047 | 0.057 | 0.068 | 0.095 | 0.12
PF 03xD | 35 50 60 fz | 0012 | 0.018 | 0.033 | 0.043 | 0.054 | 0.065 | 0.075 | 0.085
MA 0.3xD | 40 55 65 0.015 | 0.022 | 0.038 | 0.049 | 0.06 | 0.07 | 0.083 | 0.095
MB 03xD | 40 55 65 fz |0012 | 0.018 | 0.035 | 0.046 | 0.056 | 0.066 | 0.078 | 0.09
MC 03xD | 35 50 60 fz 0.01 | 0017 | 0.032 | 0.042 | 0.053 | 0.064 | 0.075 | 0.085
KA 05xD | 50 60 70 fz | 0022 | 0.037 | 0.047 | 0.052 | 0.063 | 0.074 | 0.105 | 0.13
KB 0.5%D 55 65 fz | 0,018 | 0028 | 0.043 | 0056 | 006 | 007 | 0.085 | 0.096
KC 03xD | 40 50 60 fz |0015 | 0023 | 0.04 | 0.045 | 0.055 | 0.065 | 0.08 | 0.09
TEBESNTIHREG. 68, RTATFHGERART, D ERGAEnTE#8TEES.
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
WY, 58 For Steel,Cast Iron——{A 7%t Profiling
TH-E il E ng
Workpiece Material @ Cutting Speed{m/min) Tool Diameter{mm)
a, a, ﬁ:]: mﬁm :aix mm 4 5 6 7 9 10 " 12
PA | 02xD | 03xD | 120 | 160 | 200 | fz | 0.04 | 0.05| 0.06 | 0.07 | 0.0B | 0.09 | 0.1 | 011 | 012
PB | 02xD | 03xD | 120 | 180 | 200 | fz | 004 | 005 | 006 | 0.07 | 008 | 009 | 0.1 | 011 | 012
PC | 02xD | 03xD | 110 | 140 | 170 0.035 | 0.045| 0.055 | 0.063 | 0.072 | 0.08 | 0.09 | 0.1 | 0.11
PD | 02xD | 0.3xD | 110 | 140 170 | fz | 0.0356 | 0.045| 0.066 |0.063 | 0.072 | 008 | 0.09 | 01 0.11
PE | 015xD|0.5xD| 100 | 120 | 150 | fz |0.032 | 0.042| 0.052 | 0.058 | 0.065 | 0.072 | 0.08 | 0.087 | 0.095
PF | 0.15xD|0.16xD| 100 | 120 |150 | fz | 0.03 | 0.04 | 0.05 |0.056 | 0.062 | 0.068 | 0.075 | 0.082 | 0.09
MA | 02xD| 02xD | 80 | 110 | 130 | fz |0.035| 0.045| 0.055 |0.063 | 0.072 | 008 | 0.09 | 01 | 0.1
MB | 02xD | 02xD | 8 | 110 | 130 | fz |0.035| 0.045| 0.055 | 0.063 | 0.072 | 0.08 | 0.08 | 0.1 | 0.11
MC | 0.1xD | 01xD | 70 | g5 100 0.032 | 0.042 | 0.052 | 0.058 | 0.065 | 0.072 | 0.08 | 0.087 | 0.095
KA | 02xD | 02xD | 110 | 140 170 | fz 004 | 005 | 006 | O.O7 | 0.08 | 0.09 | 0.1 0.11 | 012
KB | 02xD | 02xD | 110 | 140 |170 | fz |0.035 | 0.045| 0.055 | 0.063 | 0.072 | 0.08 | 0.03 | 0.1 | 0.1
KC | 0.ixD | 04xD | 100 | 120 | 150 0.032 | 0.042 | 0.052 | 0.06 | 0.07 |0.077 | 0.085 | 0.095 | 0.105

FERESHTHEHSE. i, TR THAEART, M EHE#AEDTSMMESE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1LiNERABIEREAYE, BFUERABEDRS. MEDSH. B, FERELEE DR,
Make sure work piece and machine are stable,use hydraulic chucks, high qualitycollet chucks,or shrink fit chucks.

2HRIETIHIEE . B RIEE WA T Y R S .

Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. ERERBIABKAHSMELITHARITHY, WRNREBKEK, WIMB IR, hed, WELEERE, BREENRE.
The milling cinditions are for an end mill where the tool overhang length is less than 3XD({mill dia).When the tool overhang length is longer,please
adjust the speed,feed and cutting depth.
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&% Cutting parameters
HWEFZ D HIZ=ET Recommended Cutting Parameters

M1k, %k For Steel,Cast Iron——1ll| gk Side Milling

THatel @ LILE . 3 N
Workpiece Material Cutting Speed(m/min) Tool Diameter(mm)
a, 8, E.!: DFE"E“" :nix mm 3 4 6 8 10 12 16 20
PA | 15xD|015xD| 170 | 200 | 230 | fz | 0032 | 0041 | 0053 | 0.07 [ 0085 | 0.1 | 0.125( 0.155
PB  |15xD|015xD | 170 | 200 | 230 | fz | 0032 | 0041 | 0053 | 0.07 | 0.085 | 0.1 |0.125| 0.155
PC |15xD|016xD| 150 | 170 | 190 | fz | Q.03 | 0.037 | 0.047 | 0.068 | 0.078 | 0.083 | 0.1 | 0.125
PD | 1xD |0.15xD| 150 | 170 | 190 | z; | 003 | 0.037 | 0.047 | 0.068 | 0.078 | 0.089 | 0.1 | 0.125
PE | 1xD |012xD| 130 | 150 | 180 | fz | 0,027 | 0.033 | 0.045 | 0.065 | 0.073 | 0.078 | 0.085 | 0.095
PF  |08xD|042xD| 120 | 140 | 160 | fz | 0.025 | 0.03 | 0.035 | 0.059 | 0.065 | 0.07 | 0.075 | 0.085
MA | 15xD|015xD| 150 | 170 | 190 | fz | 0.033 | 0.041 | 0.053 | 0.071 | 0.09 | 0.095 | 0.125 | 0.135
MEB |15xD|015xD) 130 | 150 | 180 | fz | 0.033 | 0.037 | 0.048 | 0.068 | 0.079 | 0.09 | 0.1 | 0.115
MC | 1xD |012xD| 120 | 140 | 160 | fz | 0.026 | 0.032 | 0.043 | 0.059 | 0.065 | 0.07 | 0.075 | 0.085
KA  [15xD|015xD| 170 | 200 | 230 | fz | 0.035 | 0.042 | 0.058 | 0.069 | 0.08 | 0.09 | 0.105 | 0.125
KB |15xD|015xD| 150 | 170 | 190 | fz | 0.03 | 0.037 | 0.053 | 0.064 | 0.074 | 0.085 | 0.1 | 0.115
KC | 1xD |042xD| 130 | 160 | 180 | fz | (0027 | 0.035| 005 | 0.081 | 0.07 | 0.08 | 0.095 | 0.107
Wi+, 58k For Steel,Cast Iron——i##t Slotting
"o THHE = Lyl t N
rkpiece Material Cutting Speed(m/min) Tool Diameter(mm)
& ﬁl“t mﬂgm ﬁ men 3 4 6 A 10 12 16 20
PA 1xD 60 | 80 | 95 0.031 | 0.048 | 0.057 | 0.067 | 0.077 | 0.089 | 0.133 | 0.17
B 1xD 60 | 80 | 95 0.031 | 0.048 | 0.067 | 0.067 | 0.077 | 0.089 | 0.133 | 0.17
PC 08xD | 55 | 75 | 90 fz (0028 |0.043 | 0052 | 0.057 | 0.067 | 0.079 | 0.113 | 0.14
PD 08xD | 85 | 70 | 85 0.028 | 0.043 | 0.052 | 0.057 | 0.067 | 0.079 | 0.113 | 0.14
PE 05xD | 50 @ 60 | 70 0.026 | 0.038 | 0.047 | 0.062 | 0.062 | 0.075 | 0.103 | 0.13
PF 03xD | 3 | 50 | 60 fz |0018 | 0.024 | 0.038 | 0.048 | 0.059 | 0.072 | 0.083 | 0.095
MA 03xD | 40 | 55 | 65 0.021 | 0.08 | 0.043 | 0.054 | 0.065 | 0.077 | 0.091 | 0.105
MB 03xD | 40 | 55 | 65 0.018 | 0.024 | 0.04 | 0051 | 0.061 | 0.073 | 0.086 | 0.1
MC 03xD | 3 | 50 | 60 fz |0.016 | 0.023 | 0,037 | 0.047 | 0.058 | 0.071 | 0.083 | 0.095
KA 08xD | 50 = 60 | 70 0.028 | 0.043 | 0.052 | 0.057 | 0.068 | 0.081 | 0.113 | 0.14
KB 0.8xD 55 0.024 | 0.034 | 0.048 | 0.065 | 0.065 | 0.077 | 0.093 | 0.106
KC 05xD | 40 | 50 | 60 fz (00217 | 0029 | 0045 | 0.05 | 006 | 0072 | 0.088 | 0.1

EREESNIRG. 5, RTAFRMGERNT, M EXtbEE DTSR ES,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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HWEFZ D HIZ=ET Recommended Cutting Parameters

M1, ¥k For Steel,Cast Iron ( #8i1 T Roughing)——Mi$t Side Milling

SUCOo®

T # % I neE
Workpisce Material Cutting Speed(m/min) Tool Diameter(mm)

8 a, f;ﬁ mﬁm ﬁ mm 8 8 10 12 16 20

PA | 1xD | 02xD| 120 | 140 | 160 | fz 0042 | 0056 | 007 | 008 0.1 0.1

PB | 1xD |02xD| 120 | 140 | 180 | fz 0042 | 0056 | 007 | 008 0.1 0.11

PC | 1xD |02xD| 110 | 130 | 150 | f2 0036 | 0048 | 006 | 0072 | 009 0.1

PD | 1xD | 02xD| 110 | 130 | 150 | fz 0036 | 0048 | 006 | 0072 | 009 0.1
PE | 1xD |042xD| 100 | 110 | 120 | £z 0.03 0.04 0.05 | 0.06 008 | 009
PF | 1xD |042xD| % | 100 | 110 | fz 0025 | 0035 | 0045 | 0055 | 006 | 007

MA | 1xD [02xD | 110 | 130 | 150 | fz 0036 | 0048 | 006 | 0072 | 009 0.1

Pl w8 | 1xD |o02xD| 110 | 130 | 180 | & 0036 | 0048 | 006 | 0072 | 0.09 0.1
MC | 1xD |032xD| 100 | 110 | 120 | fz 003 | 004 0.05 | 008 008 | 009

KA | 1xD |02xD| 120 | 140 | 160 | fz 0042 | 0056 | 007 | 008 0.1 0.11

KB | 1xD |02xD| 120 | 140 | 180 | fz 0042 | 0086 | 007 | o008 0.1 0.1

KC | 1xD |042xD| 110 | 130 | 150 | f 0.03 | 0048 | 006 | 0072 | 0.09 0.1
NA | 15xD | 03xD | 250 | 350 | 500 @ fz 0.06 | 0.08 0.1 0.12 0.16 0.2

NB | 1.56xD | 03xD | 250 350 500 fz 0.06 0.08 0.1 0.12 0.16 0.2
NC | 15xD | 03xD | 200 | 300 | 400 | + 0.055 | 0.07 0.09 0.1 013 | 0.16

EREBEESMTHRAE., Sk, RTATREERANT, DL EREHENTSMRtSE.

This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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&% Cutting parameters
HWEFZF T HIZ=E Recommended Cutting Parameters

14, $ ek For Steel,Cast Iron ( fiZMEZ RN L Miniature)——#&#t Slotting

Tkt ¥ W IR E &
Workpiace Materia Cutting Speed(m/min) Tool Diameter(mm)
8 o O e | 6 8 10 12 16 20

PA 1xD | 6 | 80 | 95 | fz | 0045 | 0055 | 0065 | 0075 | 011 | 0.4
PB | 1xD | 6 | 8 | o5 | fz | 0045 | 0085 | 0065 | 0076 | 011 | 014
PC | 08xD | 5 | 75 | g0 | 004 | 0045 | 0055 | 00685 | 009 | 0.11
PO | 08xD | 55 | 70 | 8 | f 004 | 0045 | 0055 | 0.065 | 009 | 0.1
PE | 05xD | 5 | 60 | 70 | *f 003 | 004 | 005 | 006 | 007 | o008
PF | 03xD | 3 | 50 | 60 | fz | 0025 | 0035 | 0045 | 0055 | 006 | 007
MA | 05xD | 40 | 55 | 65 | f 003 | 004 | 005 | 006 | 007 | o008
MB | 05xD | 40 | 5 | 65 | f 003 | 004 | 006 | 006 | 007 | o008
MC | 03xD | 3 | 50 | 60 | fz | 0025 | 0035 | 0045 | 0055 | 006 | 007
KA | 1xD | 80 | 60 | 70 | f 004 | 0045 | 0055 | 0.065 | 009 | 0.1
KB | 1xD | 40 | 55 | e | fz | 0032 | 0042 | 0052 | 006 | 007 | 008
KC | 08xD | 40 | 55 | 65 | f 003 | 004 | 005 | 005 | 0.065 | 0.075

| | 1xp | 10 | 180 | 220 | 005 | 006 | 007 | 008 | 013 | 0.6
N8 | 1xD | 180 | 180 | 220 | 005 | 006 | 007 | 008 | 013 | 0.6
NC | 1xD | 130 | 160 | 190 | fz | 0045 | 0055 | 0065 | 0076 | 011 | 014

LRBIEAMTHAE. W85, ETATRAERNT, M ERGHHNTSHERGSE,

This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1iE AR EAYE, B RERAEEDE., MEDR. SBEIE., Tl LN NS E.
Make sure work piece and machine are stable,use hydraulic chucks,high qualitycollet chucks,or shrink fit chucks.

2 RETHERE ., EPESWEE YW,
Please adjust the speed, feed and cutting depth according to actual cutting conditons.

ALRERMNARKIESMELITHAHITN, NRIASKEE, NINSFEERER, ki, FELNESEEE, #RREENDRE.

The milling cinditions are for an end mill where the tool overhang length is less than 3XD{mill dia).When the tool overhang length is longer, please

adjust the speed,feed and cutting depth.
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HWEFZ D HIZ=ET Recommended Cutting Parameters

M. Bk For Steel,Cast Iron ( HUM2RFE T Miniature)—MI$t Side Milling

SUCOo®

THH# % TR ng
Workpiece Materil Cutting Speed(m/min) Tool Diameter(mm)
o | a mm | 08 | 09 | 1 | 12 | 14 | 16 | 18 | 2

PA | 05xD | 02xD | . SIFRARE | 2 | 0016|0018 | 0.02 0023|0027 | 0.03 |0035 | 0.04
PB | 05xD | 02xD | |0 SEREENE e | T2 | 0016 | 0.018 | 0.02 | 0023 | 0.027 | 0.03 | 0035 | 0.04
PC | 05xD | 02xD |y, SRS e | T2 | 0015 | 0.017 | 0019 | 0022 | 0.025 | 0.028 | 0033 | 0.038
PD | 05xD | 02xD | 1 ARBEE o | f2 | 0015 | 0017 | 0.019 | 0.022 | 0025 | 0.028 | 0.033 | 0.038
PE | 05xD [042xD| . SUEABE e | 2 | 0015|0017 [ 0.018 | 0.022 | 0.025 | 0.028 | 0.033 | 0.038
PF | 05xD |012xD| \\ BEBEEE e | 2 | 0009 | 001 | 0012|0014 | 0.016 | 0.018 | 0.02 | 0.022
MA | 05xD |02xD | . HFRAEER o | f2 [0016| 0018 002 |0023 ]| 0027 | 008 |0035 | 004
MB | 05xD |02xD | . HERAEE e | f2 |0016| 0018 | 0.02 | 0023|0027 | 003 |0035 | 004
MC | 05xD [042xD| . SRR e | 12 | 0015|0017 [ 0.019 | 0.022 | 0.025 | 0.028 | 0.033 | 0.038
KA | 05xD | 02xD | pyqy AR e | 7z | 0016 | 0018 | 002 | 0.023 | 0027 | 0.03 |0.035 | 0.04
KB | 0.5xD | 02xD | pypy AR e | 2 | 0016|0018 | 002 | 0.023 | 0027 | 0.03 |0.035 | 0.04
KC | 05xD [042xD |\ SHERAEEE e | 2 | 0013 | 0.015 | 0.016 | 0.018 | 0.022 | 0.027 | 0.032 | 0.037

M. B For Steel,Cast Iron ( ff/MMEERE N T Miniature)——# t Side Milling

THHH oAl VIR e
Workpiece Material Cutting Speed(m/min) Tool Diameter{mm)
a, mm 0.8 0.9 1 1.2 14 1.6 1.8 2

PA 0.3xD Max oot Of tachine | 72 | 001 | 0011 [ 0012 | 0014 [ 0.017 | 0.02 | 0.023 | 0.025
PB 0.3xD Max oo O tchine | 12| 001 | 0011 [ 0,012 | 0014 [ 0.017 | 0.02 | 0.023 | 0.025
PC 02xD Max oot O Machine | 2| 0.009 | 0.01 [ 0,011 | 0.013 | 0.016 | 0.019 | 0.022 | 0.024
PD 02xD Max oo O Mchine | 12| 0.009 | 0.01 | 0,011 | 0013 | 0.016 | 0019 | 0.022 | 0.024
PE 0.1xD Max oot Of Machine | 12| 0.008 | 0.009 | 001 | 0012 | 0.015 | 0.018 | 0.021 | 0.023
PF 0.1xD Mok e O ichine | 2 | 0.008 | 0.009 | 001 | 0012 | 0.015 | 0.018 | 0.021 | 0.023
MA 02xD Ve oo O ichine | fz | 0.009 | 0.01 | 0.011 | 0.013 | 0.016 | 0.019 | 0.022 | 0.024
MB 02xD Max o B iachine | 1z | 0.009 | 0.01 |0.011 | 0013 | 0.016 | 0.019 | 0.022 | 0.024
MC 0.1xD Ve oo O tachine | Tz | 0.008 | 0.009 | 001 | 0012 [ 0.015 | 0.018 | 0.021 | 0.023
KA 03xD Max o R aine | Tz | 001 | 0011 [ 0012 | 0014 [ 0017 | 0.02 |0.023 | 0.025
KB 0.3xD e o e taeehne | fz | 001 | 0011 | 0012 [ 0.014 | 0.017 | 002 | 0.023 | 0.025
KC 02xD Max o o nieehine | Tz | 0009 | 001 | 0011 | 0013 | 0,016 | 0.019 | 0.022 | 0.024

FEEBESNTEG. 65, tAATEREMANT, B EREEAAENTSESTEEE,
This sarie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.
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&% Cutting parameters

HWEFZ D HIZ=ET Recommended Cutting Parameters
4. £k For Steel,Cast Iron ( /MM R#E I T Miniature)——1{A##t Profiling

THH* @ 101 i neE
Workpiece Material Cutting Speed(m/min) Tool Diameter(mm)
a, n mm | 02 | 04 | 06 | 08 1 1.2 1.6 2
PA |0.02xD|0.02xD mgﬁjﬁﬁchm fz | 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
PB |0.02xD|002xD| o MABAIE o | Tz | 0006 | 0011|0017 | 0.023 | 0,028 | 0.035 | 0.045 | 0.055
PC |002xD|002xD | ,, MARARE | 2 | 0005 | 001 | 0016 | 0.021 | 0.026 | 0.032 | 0.042 | 0.052
PD |0.02xD|0.02xD Mgﬁﬁmhm fz | 0.005| 0.01 | 0.016 | 0.021 | 0.026 | 0.032 | 0.042 | 0.052
PE |0.01xD|0.01xD Méﬂ&'ﬂ‘mhm fz | 0.006 | 0.01 | 0.016 | 0.021 | 0.026 | 0.032 | 0.042 | 0.052
PF | 0.01xD|0.01xD Msﬂﬁgmhm fz | 0.004 | 0.009 | 0.017 | 0.019 | 0.023 | 0.028 | 0.04 | 0.048
MA |002xD|002xD mg‘gjmm fz | 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
MB | 0.02xD|002xD mg&ﬁjﬁ,ﬁmm fz | 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.0356 | 0.045 | 0.055
MC | 0.01xD|0.01xD mgﬁjﬁ,ﬂm fz | 0.005 | 0.01 | 0.016 | 0.021 | 0.026 | 0.032 | 0.042 | 0.052
KA 1002xD|002xD mgﬁjﬁ,ﬁmm fz | 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.055
KB 0.02xD | 002xD M’gﬁmﬂm fz | 0.006 | 0.011 | 0.017 | 0.023 | 0.028 | 0.035 | 0.045 | 0.065
KC |0.02xD|002xD m&ﬁﬁﬁ“@hm fz | 0.005 | 0.01 | 0.016 | 0.021 | 0.026 | 0.032 | 0.042 | 0.052

EEREBEANMTHRYE. &, tTRTROEEART, Bl ERGHE DT80S,
This serie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1Ee 7R, TIMNEERHEHE.001mmELT

Maximum T.L.R. in when tool is chucked is 0.01mm{0.01mm maximum recommended).
2K {E RIS AYLE, BILERAEENR. MEDRH. BlIA. FRNELER AN,

Make sure work piece and machine are stable,use hydraulic chucks, high qualitycollet chucks, or shrink fit chucks.

SARETNIERE ., ERPESFNATIE Y AR A,
Please adjust the speed, feed and cutting depth according to actual cutting conditons.

A LRERRIIASEIHSMELITHFAHITN, DRNASKEE, ITHEFEE, ki, WELEERE, SRRETIRR.

The milling cinditions are for an end mill where the tool overhang length is less than 3XD{mill dia).When the tool overhang length is longer please

adjust the speed,feed and cutting depth.
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SuUCO®
HWEFZ D HIZ=ET Recommended Cutting Parameters

54 Stainless Steels—— %k Side Milling

THHE @ LT NE
Workpiece Material Cutting Speed{m/min) Tool Diameter{mm)
B | BF | Bk

e % | Min |Optimum| Max | ™
PA | 1xD |01xD | 120 | 150 |180 | fz |0.009| 0.011| 0.018 | 0.042 | 0.059 | 0.071 | 0.08 | 0.105 | 0.113

PB | 1xD | 0.1xD | 120 | 150 | 180 fz |0.009| 0.011| 0018 | 0.042 | 0.059 | 0.071 | 0.08 | 0.105 | 0.113

PC | 1xD | 04xD | 100 | 130 | 160 fz |0.007 | 0.008| 0.013 | 0.038 | 0.057 | 0.066 | 0.076 | 0.085 | 0.095

PD | 1xD | 01xD | 100 | 130 | 160 fz |0.007( 0.008| 0.013 | 0.038 | 0.057 | 0.066 | 0.076 | 0.0B5 | 0.095

PE | 1xD | 0.1xD | 20 110 140 fz 0.006 | 0.006| 0.01 |0.036 | 0.055 | 0.062 | 0.067 | 0.072 | 0.082

PF | 1xD | 0.1xD | 80 100 120 fz 0.006 | 0.006| 0.01 | 0.036 | 0.055 | 0.062 | 0.067 | 0.072 | 0.082

MA | 1xD | 0.1xD | 100 | 120 | 150 fz (0007 0.011| 0.018 | 0.042 | 0.059 | 0.071 | 0.08 | 0.105 | 0.113

MB | 1xD | 0IxD | 80 | 110 | 130 fz |0.007 | 0.008| 0.013 | 0.038 | 0.057 | 0.066 | 0.076 | 0.085 | 0.095

MC | 1xD [ 04IxD | 80 | 100 (110 | fz |0.006| 0.006| 0.01 |0.032 | 0.046 | 0.052 | 0.057 | 0.062 | 0.072

KA | 1xD | 01xD | 120 | 150 | 180 fz |0.009( 0.01 | 0.018 | 0.045 | 0.056 | 0.066 | 0.076 | 0.09 | 0.105

KB | 1xD | 01xD | 100 | 130 | 160 fz |0.007 | 0.008| 0.013 | 0.042 | 0.052 | 0.062 | 0.072 | 0.0B5 | 0.095

SA | 1xD |005xD| 25 35 45 fz 0.02 | 0.007| 001 (0022 | 0.03 |0.034| 0.04 | 0.05 | 0.06

SB | 1xD |005xD| 25 35 45 fz (0025 0.007| 0.01 |0.022 | 0.03 |0.034 | 0.04 | 0.05 | 0.06

SC | 1xD |005xD| 25 35 45 fz (0025 0.007| 0.01 |0.022 | 003 |0.034| 0.04 | 0.05 | 0.06

SD | 1xD |008xD| 50 60 80 fz |0.018 | 0.01| 0.15 |0.032 | 0.045 | 0.052 | 0.058 | 0.07 | 0.08

4%4X Stainless Steels——##%% Slotting

o IHwHE W Tl 7%
rkpiece Material Cutting Speed(m/min) Tool Diameter(mm)
a, Eil: mﬁm :n‘-‘: mm 1 2 4 6 8 10 12 16 20
PA 08xD | 50 | 7p 85 fz | 0.01 | 0.02 | 0.04 | 0.05 | 0.06 | 0.07 | 0.08 | 0.12 | 0.15
PB 08xD | 50 | 70 85 fz | 0.01 | 002 | 0.04 | 0.O5 | 006 | 0.07 | 0.08 | D.12 | 0.15
PC 0.7xD | 80 | g5 80 fz |0.008 | 0.016|0.035 | 0.045| 005 | 006 | 0.07 | 01 | 0.12
PD 07xD | 50 | g5 80 fz |0.008 | 0.015|0.035|0.045| 005 | 006 | 0.07 | 01 | 0.2
PE 05xD | 45 | &5 65 fz | 0.006|0.012| 0.03 | 0.04 | 0.045| 0.055| 0.065| 0.09 | 0.1
PF 03xD | 40 | &p 60 fz | 0.006 | 0.003|0.015| 003 | 0.04 | 0.05 | 0.06 | 0.07 | 0.08
MA 03xD | 40 | 50 60 fz | 0.009|0.012| 0.02 | 0.036 | 0.047)| 0.058 | 0.068| 0.08 | 0.09
MB 03xD | 40 | 50 60 fz | 0.007 | 0.01 | 0.017 | 0.033 | 0.044 | 0.054 | 0.064 | 0.075| 0.085
MC 03xD | 35 | 45 55 fz | 0.006 | 0.009|0.015| 003 | 0.04 | 0.05 | 0.06 | 0.07 | 0.08
KA 07<xD | 50 | &0 70 fz |0.008 | 0.015|0.035|0.045| 005 | 0.06 | 0.07 | 01 | 0.2
KB 0.7xD | 40 | &5 65 fz | 0.009|0.012 | 0.02 | 0.036 | 0.047| 0.058 | 0.068 | 0.08 | 0.09
SA 025xD | 20 | 3p 40 fz | 0.005| 0.01 | 0.016 | 0.022 | 0.025| 0.03 | 0.035 | 0.045| 0.055
SB 025xD | 20 | 3p 40 fz | 0006 | 0.01 |0.016|0.022 | 0.025| 0.03 | 0.0356 | 0.045| 0.055
SC 025xD | 20 | 3D 40 fz | 0.005| 0.01 | 0.015 | 0.022 | 0.025| 0.03 | 0.035 | 0.045| 0.055
SD 03xD | 30 | 50 70 fz | 0.008| 0013|0018 | 0.025| 003 | 0.035| 0.04 | 0.05| 0.06

LHEBIESMTHE. %, tTHATHREERNT, RERGEENTSBERGSE,
This serie tools are most suitable for steels and cast iron,and also versatile for other materals listed above.

113~



&% Cutting parameters
HWEFZ D HIZ=ET Recommended Cutting Parameters

285 Stainless Steels——{f%E Profiling

THHE gLl 1 &
Workpiece Material &P Cutting Speed(m/min) Tool Diameter(mm)
B[ 2 npﬁm o | o | @ 2 | 4 | 6 | 8 | 10| 12| 18| 2
PA | 02xD| 08xD | 120 | 160 | 200 | fz |0.007 | 0.015| 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 | 0.16
PB | 0.2xD| 03xD | 120 | 160 |200 | fz |0.007 | 0.015| 0.032 | 0.0652 | 0.07 | 0.085 | 0.105 | 0.13 | 0.16
PC | 02xD| 03xD | 110 | 140 |170 | fz |0.006| 0.013| 0.03 | 005 | 0.068 | 0082| 0.1 | 0.12 | 0.15
PD | 02xD| 03xD | 110 | 140 |170 | fz |0.006| 0.013| 0.03 | 0.05 | 0.068 | 0.082| 0.1 | 0.12 | 0.15
PE [0.15xD|0.15xD| 100 | 120 |150 | fz |0.005| 0.012| 0.028 | 0.047 | 0.065 | 0.078 | 0.095 | 0.11 | 0.14
PF 10.15xD| 015xD| 100 | 120 | 150 | fz |0.005| 0.011| 0.026 | 0.045 | 0.063 | 0.0756 | 0.09 | 0.1 | 0.13
MA | 02xD| 02xD| 80 | 110 |130 | fz |0.007 | 0.015| 0.032 | 0.052 | 0.07 | 0.085 | 0.105 | 0.13 | 0.16
x MB | 02xD| 02xD| 80 | 110 |130 | fz |0.007 | 0.015| 0.032 | 0.062 | 0.07 | 0.085 | 0.105 | 0.13 | 0.16
MC |0.1xD|01xD | 70 | 85 |100 | fz |0.006 | 0.013| 0.03 | 0.06 | 0.06 | 0.076 | 0.09 | 0.12 | 0.15
KA | 02xD| 02xD| 110 | 140 |[170 | fz |0.009 | 0.018| 0.038 | 0.058 | 0.076 | 0.095 | 0.115 | 0.15 | 0.18
KB | 02xD| 02xD | 110 | 140 [170 | fz |0.007 | 0.015| 0.032 | 0.062 | 0.07 | 0.085 | 0.105 | 0.13 | 0.16
SA |0.15xD|015xD| 30 | 4p 50 fz |0.006 | 0.013| 0.03 | 0.05 | 0.068 | 0082 | 0.1 | 012 | 0.15
SB [0.15xD|0.15xD| 30 | 40 50 fz |0.006 | 0.013| 0.03 | 0.05 | 0.068 | 0.082 | 0.1 | 0.12 | 0.15
SC [0.15xD|0.15xD| 30 | 40 50 fz |0.006 | 0.013| 0.03 | 0.05 | 0.068 |0.082| 0.1 | 0.12 | 0.15
SD |03xD| 03xD | 60 | 70 80 fz 001 | 0.02 | 004 | 006 | 0.0B | 01 | 012 | 0.16 | 0.2

LEBEANTIHE, 55, CAAATRAERANT, M EReHEnT#HMgdE,
This sarie tools are most suitable for steels and cast iron,and also versatile for other materials listed above.

1iE AR EAYE, B RERAEEDE., MEDR. SBEIE., Tl LN NS E.
Make sure work piece and machine are stable,use hydraulic chucks,high qualitycollet chucks,or shrink fit chucks.

2NRTEWHIER., EEBESWATELYEERENGTSEE,

Please adjust the speed, feed and cutting depth according to actual cutting conditons.
AERERANARKIESMELTHASEITHN, NRIASKEE, MIME~EES, e, HiEYEEEE, #HREENTRER.
The milling cinditions are for an end mill where the tool overhang length is less than 3XD{mill dia).When the tool overhang length is longer, please
adjust the speed feed and cutting depth.
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ﬁﬁt}] H“%ﬁ Recommended Cutting Parameters

$845 % Aluminium Alloy——MigE Side Milling

SUCOo®

Tt £ B nE
Workpiece Material Cutting Speed(m/min) Tool Diameter{mm)
B | WF | Bk
a, a, Min |Optimum| Max | ™™ 1 2 4 6 8 10 12 16 20
MNA |0.15xD| 0.2xD | 300 | 500 | 700 | fz 002 | 003 | 0055|0065 | 0075 01 | 014 | 02 | 025
NB |0.15xD| 0.2xD | 300 | 500 | 700 | fz 002 | 0.03 | 0055|0066 |0075| 01 | 014 | 02 | 025
NC |0.15xD|0.15xD| 200 | 350 |550 | fz |0.015|0.025 | 0.045|0.055 | 0.065| 008 | 0.12 | 0.16 | 0.2
ND |03xD | 02xD 280 | 450 |650 | fz (0018|0028 | 006 | 0.06 | 0.07 | 009 | 0.13 | 0.18 | 0.22
$8E € Aluminium Alloy—#&$E Slotting
TH#ae W 0% B nE
Workpiece Material Cutting Speed({m/min) Tool Diameter{mm)
B | WEF | Bk
a, Min |Optimum| Max | ™™ 1 2 4 6 8 10 12 18 20
NA 0.8xD 180 | 250 | 300 | fz |0.015|0.025| 0045|0058 | 0.07 | 0.08 | 0.095| 0.16 | 0.19
NB 08xD 180 | 250 | 300 | fz |0.015|0025| 0045|0068 | 007 | 0.08 | 0.095| 0.16 | 0.19
NC 05xD 150 | 200 |250 | fz 0.01 | 0.018 | 0.035 | 0.045 | 0.055 | 0.065 | 0.078 | 0.13 | 0.16
ND 0.8xD 160 | 220 |280 | fz (0012|002 | 004 | 005 | 0.06 | 0.07 |0.084| 0.14 | 0.17
$8E & Aluminium Alloy—{; %t Side Milling
T it @ 0 i B TE
Workpiece Material Cutting Speed(m/min) Tool Diameter{mm)
B | B | Bk
a, a, Min |Optimum| Max | ™™ i 2 4 ] 8 10 12 16
NA |03xD| 03xD | 320 | 450 | 600 fz 0025 | 005 | 0.08 0.12 0.16 0.2 0.24 0.32
NE |03xD| 03xD | 320 | 450 | 600 fz 0025 | 005 | 008 | 012 | 0.16 | 0.2 024 | 032
NC |03xD| 03xD | 250 | 320 | 400 fz 002 | 0.04 | 0.08 0.1 0.14 | 0.18 | 0.22 0.25
ND |03xD| 03xD | 300 | 400 | 500 fz 0.022 | 0.0456 | 0.07 0.11 0.16 | 0.19 0.23 0.28

1 E MR, BRIRAMEIS, MEWS., AT, WL SR L8 M.
Make sure work piece and machine are stable,use hydraulic chucks, high qualitycollet chucks,or shrink fit chucks.

2 RS, A RSN S S R A
Pleasa adjust the speed feed and cutting depth according to actual cutting conditons.

A EREEMTNARCHESMELI THASITE, DRIREE, hIME~EMEs, ki, FEYEEESR, #aEENIRR.
The milling cinditions are for an end mill where the tool overhang length is less than 3XD{mill dia).Whean the tool overhang length is longer, pleass

adjust the speed,feed and cutting depth.
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&% Cutting parameters

ﬁﬁt}] H“%ﬁ Recommended Cutting Parameters
F = Graphite——igk Side Milling

THHE 77 i e 7%
Workpiece Material Cutting Speed{m/min) Tool Diameter(mm)
i BT Xk
a, a, Min Ot Max i 1 2 4 [+ 8 10 12
NC 1xD [015xD| 150 200 300 fz 002 | 003 | 005 | 0.06 | 0.07 | 0.085| 0.13
ND 15xD | 0.5xD 150 250 400 fz 003 | 005 | 007 | 006 | 011 | 0.15 | 0.18
A2 Graphite——#&#k Slotting
THHE 7 TS
Workpiece Material W Cutting Speed{m/min) Tool Diameter(mm)
B g3 |

a, Min Ot Max mim 1 2 4 [+ 8 10 12

NC 0.5xD 120 180 750 fz (0012 002 | 004 | 0.05 | 0.06 | 0.07 | 0.09

ND 05xD 120 200 300 fz | 0018 0.03 |0045|0.065 0.085| 0.11 | 0.15

A& Graphite——{i £ #E Side Milling
THHE 77 i T
Workpiece Material ﬂ&l Cutting Speed(m/min) Tool Diameten(mm)
B BT s

a, a, Min Onti Max mm 1 2 4 6 8 10 12
NC 0.3xD | 0.3xD 150 200 300 fz | 0.008|0018|0.045| 0.06 | 0.08 | 0.11 | 0.13
ND 05xD | 04xD 150 250 400 fz 0.01 | 0.02 | 0.05 | 0.07 | 0.09 | 0.12 | 0.15

1 HERRSERENYE, RUERRENS, MEFE., B, TR,
Make sure work piece and machine are stable,use hydraulic chucks, high qualitycollet chucks,or shrink fit chucks.

2 WIRETIHIEE ., @ &R R E L R e,
Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3 EREBEBMIARBEIERMELUTHAMITE, NMRTREBKEK, NIMB~EiRa0, ®a, WELRASHE, BREENDER.

The milling cinditions are for an end mill where the tool overhang length is less than 3XD{mill dia).When the tool overhang length is longer,please
adjust the speed,feed and cutting depth.
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