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END MILLS

@ TOTIME48 SERIES
Carbide End Mill for General Steels, Cast Irons E

® TOTIME3538 SERIES
Variable Lead Carbide End Mill for General Steels, Cast lIrons E

@® TOTIME3638 SERIES
Variable Lead Carbide End Mill for Stainless Steels

@® TOTIME3538-MS SERIES
Variable Lead Carbide End Mill for Stainless Steels, Titanium Alloys

@® TOTITME38-MS SERIES
Carbide End Mill for Titanium Alloys,High-temperature Alloys Type

@ TU45 SERIES .
Variable Lead U-shaped Groove Carbide End Mill for General Steels, Cast Irons



END MILLS

@ TD3941 SERIES
Variable Lead Double-core Carbide End Mill for General Steels, Cast Irons E

@® TOTIME48S/L-HA/HB SERIES
Efficient and Powerful Variable Lead Carbide End Mill for General Steels E

@ TOTIME48-E SERIES [Inch] O
Efficient and Powerful Variable Lead Carbide End Mill for General Steels

@® TCM45 SERIES
Cermet End Mill for General Steels E

@ TOTIME65 SERIES
High Speed Carbide End Mill for Die Steels, Hardened Steels

@® TOTIME48-AL SERIES
Carbide End Mill for Non-ferrous Metal



END MILLS

@® TOTIME3839 SERIES

Variable Lead Roughing Carbide End Mill for General Steels, Cast Irons ]
@® TDIA SERIES

Diamond Coating Carbide End Mill for Graphite
@® TR/ TCC SERIES

Carbide End Mill for CFRP/GFRP
@ Micro Diameter SERIES

Carbide End Mill for General Purpose P
@® ZSTNB/ZSTNR SERIES

Taper Neck Back Draft Carbide End Mill for General Steels, Die Steels E
@® CBN SERIES

CBN End Mill for High Hardness Materials (HRC50 to 70)



TQTIME Tool Specification

W Guide of Icons
Tool Materials

m Tungsten Carbide CBN

Cubic Boron Nitride

Surface Treatment

m GS Coating

'\[§§1l] AICrSiN Coating

I ALDUA Coating i\l TiAIN Coating

X6H Coating

TAC Coating Diamond Coating

X3H Coating

Helix Angle

Helix Angle 0°

m AP Coating

Helix Angle 30°

Helix Angle 35°

Helix Angle 35°/38°

Helix Angle 30°

ﬁ Helix Angle 40°
L

Shape Type of Milling
Square B Side Milling
Corner Radius m Slotting
“ Ball Nose m Profiling Milling
&l Number of Flutes Tolerance of Ball-End Radius
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TETIME Introduction of End Mill Series

TOTIME48 SERIES E
General Type[B1~B10]

e High-performance AICrSiN coating, high temperature
resistance and wear resistance.

¢ Excellent machining performance for general steel
(=<HRC48)and castiron.

e Agreat variety of goods, high cost performance.

TOTIME3538 SERIES =

Variable Lead Type[B11]

IA S

=

e High-performance variable lead, variable helix angle
design, with excellent shock resistance.

e Excellent machining performance for general steel
and castiron.

e Suitable for large depth and width of cutting.

TOTIME3638 SERIES
Variable Lead Type[B12]

LAE

e High-performance variable lead, variable helix angle
design, with excellent shock resistance.

* Suitable for stainless steel cutting.

e The special cutting edge design effectively solves the
problem of chip sticking on the cutting edge and improves
the tool life.

TOTIME3538-MS SERIES
Variable Lead Type[B13~B21]

<> -
S B .
e

e The high-performance variable lead and variable helix
angle design can suppress vibration more effectively
and achieve higher surface processing quality for
superalloys.

¢ The machining performance is superior for titanium
alloys, high-temperature alloys, and stainless steel.

e The cutting edge is designed with high strength to
achieve stable cutting.



TETIME Introduction of End Mill Series

For Titanium Alloys , High-temperature Alloys Type[B22~29]

LHE3EE

TOTIME38-MS SERIES

1.Impacts on cutting edges are softened due to reduced vibration,resulting in longer,stable tool life.
2.The combination of GS coated grade with high wear resistance and robust substance.

3.To ensure cutting efficiency and achieve efficient machining for high-temperature alloys, nickel based alloys,
and duplex stainless steel materials

2 5

Variable Lead U-shaped Groove Type[B30]

kd &2

TU45 SERIES

a1=45° B1+#p2
The high-performance variable lead design can effectively suppress vibration
and achieve higher surface processing quality for steel and castiron.

Precise U-shaped groove design ensures smooth chip evacuation
in high-speed cutting.




TﬂTIME Introduction of End Mill Series

TD3941 SERIES [P
Variable Lead Double-core Type[B31]

bA G

a1=02 B1+p2

The high-performance variable lead and variable helix angle design can
effectively suppress vibration and achieve higher surface processing
quality for steel and castiron.

The double-core designed ensures smooth chip removal and high rigidity
and high stability of the product during roughing and heavy cutting.
Nanocomposite coating ensures stable machining life even under high
temperature machining conditions.

TOTIME48S/L-HA/HB SERIES [ P] TOTIME48-E SERIES[Inch] E
Efficient and Powerful Variable Lead Type[B32] Efficient and Powerful Variable Lead Type[B33~B36]

LA G2 LA G2

e Increased process reliability due to stable cutting edges.

e Multifunctional — roughing and finishing with the same tool.
e Well-finished surface on the workpiece.

e Safe chip removal for all cutting edges.

® Low vibration.

* High-Feed.



TﬂTIME Introduction of End Mill Series

TCM45 SERIES

2 <

Cermet Type[B37~B39]

® Cermet has low density, high wear resistance, excellent chemical stability, good high temperature performance
and toughness, suitable for high-speed finishing and semi-finishing cutting.

e In particular, the affinity and friction coefficient between the material and the workpiece material are extremely
low, and it is not easy to stick the tools and have built-upedge, making the machined surface more smooth.

TOTIME65 SERIES
High Speed and High Hardness Type[B40~B45]

eThe special cutter design achieves finishing and semi

-finishing cutting of HRC48-65 high hardness materials.

*High-strength, high-toughness ultra-fine-grained base
material and ALDUA self-developed coating can eff-
ectively improve tool life.

TOTIME48-AL SERIES

Non-ferrous Metal Type[B46~B49]

* End mill for aluminum alloy, copper alloy.

e Unique geometry design and unique treatment of rake
face enhanced chip evacuation.

* The special edge design prevent the problem of sticking

chips on the edge of the tool effectively,to achieve
excellent surface processing quality.

* At the same time, TAC coating greatly improves the
tool life.



TﬂTIME Introduction of End Mill Series

TOTIME3839 SERIES B
Variable Lead Roughing Type[B50]
et GE
v

e Suitable for rough machining of ordinary steel and castiron materials (<48HRC) with large
cutting depth and large cutting width, with high metal removal rate.

®* The design of dense teeth and wave teeth with unequal helix angle produces ultra-fine short
chips during processing, acheives excellent chip removal performance, low cutting resistance

and low machine load.
* Special edge treatment, effectively improve chipping resistance and wear resistance in the

roughing process.

Diamond Coating for Graphite Type[B51~B54]

/
—

e Adopt diamond coating, strengthen bonding between coating and substrate, with high adhesion and high tool toughness.

e High- purity diamond coating film has good wear resistance and ensures long processing life.
e Suitable for semi-finishing and finishing of graphite workpieces such as graphite electrodes and graphite products.



TETIME Introduction of End Mill Series

TR/TCC SERIES

For CFRP/ GFRP[B55-B56]

TCC SERIES TR SERIES
Suitable for aramid honeycomb,carbon fiber Suitable for composite materials of aramid fiber,
T300 T700 T800,glass fiber,and carbon carbon fiber T300,PEEK polymer materials.

composite materials.

Micro Diameter SERIES [P NN < N

[B57~B65]

TMU SERIES E TMAL SERIES TMH SERIES

®* TMU series - high precision universal micro diameter end mill.
e TMAL series - micro diameter end mill for high-precision insert molds, mold electrodes, and precision parts.
* TMH series - micro diameter end mill for processing high hardness and high precision molds.



TETIME Introduction of End Mill Series

ZSTNB/ZSTNR SERIES [P

Taper Neck Back Draft Type[B66~B72]

¢ Suitable for deep groove finishing processing of carbon steel, alloy steel and hardened steel material (hardness <HRCG65)
in precision mold industry.

e High precision in cutting diameter, ball nose profile, R-arc profile and shank.

® Using high-performance TiAIN nano-coating, with high temperature resistance and wear resistance.

e Special angle and long avoidance design.

CBN SERIES
Maching high hardness materials HRC50 to HRC70[B73~B90]

* Maching high hardness materials HRC50 to HRC70 into finish process for long times.
e High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended.
® Good cutting ability due to negative rake angle.
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TﬂTIME Carbide End Mill Cutter

For Steels,Cast Iron

B IE

Square End Mill (HRC48)

2FLUTES SQUARE

%

® 1st Recommendation

2 Flutes

Cobalt
12%

AICrSiN
Coating

O2nd Recommendation

K]
MG : B
wsi] 21 Lua

Materials
Carbide

Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] ([ J O [ J
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock

TOTIME48-005S-50-2F 0.5 4 1 50 2 A
TOTIME48-008S-50-2F 0.8 4 2 50 2 A
TOTIME48-010S-50-2F 1.0 4 3 50 2 A
TOTIME48-015S-50-2F 1.5 4 5 50 2 A
TOTIME48-020S-50-1-2F 2.0 4 3 50 2 A
TOTIME48-020S-50-2-2F 2.0 4 6 50 2 A
TOTIME48-020S-75-2F 2.0 4 15 75 2 A
TOTIME48-025S-50-1-2F 2.5 4 6 50 2 A
TOTIME48-025S-50-2-2F 2.5 4 8 50 2 A
TOTIME48-030S-04-50-2F 3.0 4 9 50 2 A
TOTIME48-030S-06-50-2F 3.0 6 9 50 2 A
TOTIME48-030S-06-75-2F 3.0 6 12 75 2 A
TOTIME48-040S-04-50-2F 4.0 4 1 50 2 A
TOTIME48-040S-06-50-2F 4.0 6 1 50 2 A
TOTIME48-045S-50-1-2F 4.5 6 11 50 2 A
TOTIME48-045S-50-2-2F 4.5 6 13 50 2 A
TOTIME48-050S-50-2F 5.0 6 13 50 2 A
TOTIME48-055S-50-2F 5.5 6 16 50 2 A
TOTIME48-060S-50-2F 6.0 6 16 50 2 A
TOTIME48-060S-100-2F 6.0 6 20 100 2 A
TOTIME48-065S-60-2F 6.5 8 16 60 2 A
TOTIME48-070S-60-2F 7.0 8 20 60 2 A
TOTIME48-075S-60-2F 7.5 8 20 60 2 A
TOTIME48-080S-60-2F 8.0 8 20 60 2 A
TOTIME48-080S-100-2F 8.0 8 25 100 2 A
TOTIME48-085S-75-2F 8.5 10 23 75 2 A
TOTIME48-090S-75-2F 9.0 10 23 75 2 A
TOTIME48-100S-75-2F 10.0 10 25 75 2 A
TOTIME48-100S-100-2F 10.0 10 30 100 2 A
TOTIME48-120S-75-2F 12.0 12 30 {45 2 A
TOTIME48-120S-100-2F 12.0 12 35 100 2 A
TOTIME48-160S-150-2F 16.0 16 36 150 2 A
TOTIME48-200S-150-2F 20.0 20 45 150 2 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Bl

Recommended Cutting Conditions B91




TQTIME Carbide End Mill Cutter

For Steels,Cast Iron
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Square End Mill (HRC4s) wosh| = | LIy
4 FLUTES SQUARE
Cobalt AICrSiN Materials
12% Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
CastIron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
([ J [ J O (]

Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock
TOTIME48-010S-50-4F 1.0 4 3 50 4 A
TOTIME48-015S-04-50-4F 1.5 4 5 50 4 A
TOTIME48-015S-06-50-4F 1.5 6 5 50 4 A
TOTIME48-020S-04-50-4F 2.0 4 6 50 4 A
TOTIME48-020S-06-50-4F 2.0 6 6 50 4 A
TOTIME48-025S-04-50-4F 2.5 4 8 50 4 A
TOTIME48-025S-06-50-4F 2.5 6 8 50 4 A
TOTIME48-030S-03-50-4F 3.0 3 9 50 4 A
TOTIME48-030S-04-50-4F 3.0 4 9 50 4 A
TOTIME48-030S-06-50-1-4F 3.0 6 6 50 4 A
TOTIME48-030S-06-50-2-4F 3.0 6 9 50 4 A
TOTIME48-030S-75-4F 3.0 4 12 75 4 A
TOTIME48-031S-50-4F 3.1 4 9 50 4 A
TOTIME48-035S-50-4F 3.5 4 11 50 4 A
TOTIME48-040S-04-50-4F 4.0 4 11 50 4 A
TOTIME48-040S-06-50-4F 4.0 6 11 50 4 A
TOTIMEA48-040S-75-4F 4.0 4 15 75 4 A
TOTIME48-045S-50-4F 4.5 6 11 50 4 A
TOTIME48-050S-05-50-4F 5.0 5 13 50 4 A
TOTIME48-050S-06-50-1-4F 5.0 6 8 50 4 A
TOTIME48-050S-06-50-2-4F 5.0 6 13 50 4 A
TOTIME48-050S-75-4F 5.0 6 20 75 4 A
TOTIME48-055S-50-4F 5.5 6 16 50 4 A
TOTIME48-060S-50-1-4F 6.0 6 16 50 4 A
TOTIMEA48-060S-50-2-4F 6.0 6 18 50 4 A
TOTIME48-060S-75-4F 6.0 6 20 75 4 A
TOTIME48-060S-75-2-4F 6.0 6 30 75 4 A
TOTIME48-065S-60-4F 6.5 8 16 60 4 A
TOTIME48-070S-60-4F 7.0 8 20 60 4 A
TOTIME48-075S-60-4F 7.5 8 20 60 4 A
TOTIME48-080S-60-1-4F 8.0 8 20 60 4 A
TOTIME48-080S-60-2-4F 8.0 8 24 60 4 A
TOTIME48-080S-100-4F 8.0 8 25 100 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B92

B2
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TQTIME Carbide End Mill Cutter

For Steels,Cast Iron

[P
Square End Mill (HRC4s) s =| L
4/6 FLUTES SQUARE
4Flutes Cobalt AICrSiN Materials
6Flutes 12% Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Castlron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
[ J (] O [ J
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock

TOTIME48-085S-75-4F 8.5 10 23 75 4 A
TOTIME48-090S-75-4F 9.0 10 23 75 4 A
TOTIME48-095S-75-4F 9.5 10 25 75 4 A
TOTIME48-100S-75-4F 10.0 10 25 75 4 A
TOTIME48-100S-100-4F 10.0 10 30 100 4 A
TOTIME48-110S-75-4F 11.0 12 28 75 4 A
TOTIME48-120S-75-4F 12.0 12 30 75 4 A
TOTIME48-120S-100-4F 12.0 12 35 100 4 A
TOTIME48-130S-100-4F 13.0 14 32 100 4 A
TOTIME48-140S-75-4F 14.0 14 32 s 4 A
TOTIME48-140S-100-4F 14.0 14 34 100 4 A
TOTIME48-150S-100-4F 15.0 16 36 100 4 A
TOTIME48-160S-100-4F 16.0 16 36 100 4 A
TOTIME48-180S-100-4F 18.0 18 45 100 4 A
TOTIME48-180S-150-4F 18.0 18 70 150 4 A
TOTIME48-200S-100-4F 20.0 20 45 100 4 A
TOTIME48-200S-150-4F 20.0 20 70 150 4 A
TOTIME48-060S-50-6F 6.0 6 15 50 6 A
TOTIME48-080S-60-6F 8.0 8 20 60 6 A
TOTIME48-100S-75-6F 10.0 10 25 75 6 A
TOTIME48-120S-75-6F 12.0 12 30 75 6 A
TOTIME48-160S-100-6F 16.0 16 36 100 6 A
TOTIME48-200S-100-6F 20.0 20 45 100 6 A
Tolerance:D=12 -0. 02~0  D=12-0.03~0 Recommended C:tﬁ:;céonﬁt’?g:sséﬁg

B3
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TQTIME Carbide End Mill Cutter

For Steels,Cast Iron
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Corner Radius End Mill (HRC438) @gm

2FLUTES CORNER RADIUS

Cobalt AICrSiN Materials
12% Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
[ J [ J O (]
Order No.
TOTIME48-010CR002-50-2F 1.0 0.2 4 3 50 A
TOTIME48-015CR002-50-2F 1.5 0.2 4 5 50 A
TOTIME48-020CR002-50-2F 2.0 0.2 4 6 50 A
TOTIME48-030CR002-04-50-2F 3.0 0.2 4 9 50 A
TOTIME48-030CR002-06-50-2F 3.0 0.2 6 9 50 A
TOTIME48-030CR003-04-50-2F 3.0 0.3 4 9 50 A
TOTIME48-030CR003-06-50-2F 3.0 0.3 6 9 50 A
TOTIME48-030CR005-04-50-2F 3.0 0.5 4 9 50 A
TOTIME48-030CR005-06-50-2F 3.0 0.5 6 9 50 A
TOTIME48-040CR002-04-50-2F 4.0 0.2 4 11 50 A
TOTIME48-040CR002-06-50-2F 4.0 0.2 6 11 50 A
TOTIME48-040CR003-04-50-2F 4.0 0.3 4 11 50 A
TOTIME48-040CR003-06-50-2F 4.0 0.3 6 11 50 A
TOTIME48-040CR005-04-50-2F 4.0 0.5 4 11 50 A
TOTIME48-040CR005-06-50-2F 4.0 0.5 6 1" 50 A
TOTIME48-040CR010-50-2F 4.0 1.0 4 11 50 A
TOTIME48-050CR002-50-2F 5.0 0.2 6 13 50 A
TOTIME48-050CR003-50-2F 5.0 0.3 6 13 50 A
TOTIME48-050CR005-50-2F 5.0 0.5 6 13 50 A
TOTIME48-050CR010-50-2F 5.0 1.0 6 13 50 A
TOTIME48-060CR005-50 -2F 6.0 0.5 6 16 50 A
TOTIME48-060CR010-50-2F 6.0 1.0 6 16 50 A
TOTIME48-060CR015-50-2F 6.0 1.5 6 16 50 A
TOTIME48-060CR020-50-2F 6.0 2.0 6 16 50 A
TOTIME48-060CR010-75-2F 6.0 1.0 6 16 75 A
TOTIME48-060CR015-75-2F 6.0 1.5 6 16 73 A
TOTIME48-080CR003-60-2F 8.0 0.3 8 20 60 A
TOTIME48-080CR010-60-2F 8.0 1.0 8 20 60 A
TOTIME48-080CR015-60-2F 8.0 1.5 8 20 60 A
TOTIME48-080CR020-60-2F 8.0 2.0 8 20 60 A
TOTIME48-080CR005-75-2F 8.0 0.5 8 20 75 A
TOTIME48-080CR010-75-2F 8.0 1.0 8 20 75 A
TOTIME48-080CR002-100-2F 8.0 0.2 8 20 100 A
TOTIME48-080CR005-100-2F 8.0 0.5 8 20 100 A
TOTIME48-100CR003-75-2F 10.0 0.3 10 25 75 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B91
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TGTIME Carbide End Mill Cutter

For Steels,Cast Iron
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Corner Radius End Mill (HRC438) @Mm

2FLUTES CORNER RADIUS

_Q‘D__ B Cobalt AICTSiN Materials
| 4 12% Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast lron Steel Steel Stainless Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Castiron Alloys
o [ J O (]

Order No. Lc(mm) Stock
TOTIME48-100CR005-75-2F 10 0.5 10 25 75 A
TOTIME48-100CR010-75-2F 10 1.0 10 25 75 A
TOTIME48-100CR015-75-2F 10 1.5 10 25 75 A
TOTIME48-100CR020-75-2F 10 2.0 10 25 75 A
TOTIME48-100CR030-75-2F 10 3.0 10 25 75 A
TOTIME48-100CR010-100-2F 10 1.0 10 25 100 A
TOTIME48-120CR005-75-2F 12 0.5 12 30 75 A
TOTIME48-120CR010-75-2F 12 1.0 12 30 75 A
TOTIME48-120CR015-75-2F 12 1.5 12 30 75 A
TOTIME48-120CR020-75-2F 12 2.0 12 30 75 A
TOTIME48-120CR030-75-2F 12 3.0 12 30 75 A
TOTIME48-160CR005-100-2F 16 0.5 16 36 100 A
TOTIME48-160CR010-100-2F 16 1.0 16 36 100 A
TOTIME48-160CR020-100-2F 16 2.0 16 36 100 A
TOTIME48-160CR030-100-2F 16 3.0 16 36 100 A
TOTIME48-160CR020-150-2F 16 2.0 16 36 150 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B91

B5
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TﬂTIME Carbide End Mill Cutter

For Steels,Cast Iron
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Corner Radius End Mill (ircas)  [H3{4Y (X0 -4 =8
4 FLUTES CORNER RADIUS
Cobalt AICrSiN Materials
12% Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
[ J [ J O (]

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Stock
TOTIME48-010CR002-50-4F 1.0 0.2 4 3 50 A
TOTIME48-015CR002-50-4F 1.5 0.2 4 5 50 A
TOTIME48-020CR002-50-4F 2.0 0.2 4 6 50 A
TOTIME48-030CR002-50-1-4F 3.0 0.2 4 6 50 A
TOTIME48-030CR002-50-2-4F 3.0 0.2 4 9 50 A
TOTIME48-030CR003-50-4F 3.0 0.3 4 9 50 PAN
TOTIME48-030CR005-50-4F 3.0 0.5 4 9 50 A
TOTIME48-030CR005-75-4F 3.0 0.5 4 9 75 A
TOTIME48-040CR002-50-1-4F 4.0 0.2 4 6 50 A
TOTIME48-040CR002-50-2-4F 4.0 0.2 4 11 50 A
TOTIME48-040CR003-50-4F 4.0 0.3 4 1" 50 A
TOTIME48-040CR005-50-4F 4.0 0.5 4 11 50 A
TOTIME48-040CR005-75-4F 4.0 0.5 4 11 75 A
TOTIME48-040CR010-50-4F 4.0 1.0 4 11 50 PAN
TOTIME48-045CR010-50-4F 4.5 1.0 6 12 50 A
TOTIME48-050CR002-06-50-4F 5.0 0.2 6 13 50 A
TOTIME48-050CR005-05-50-4F 5.0 0.5 5 13 50 A
TOTIME48-050CR005-06-50-4F 5.0 0.5 6 13 50 A
TOTIME48-050CR010-05-50-4F 5.0 1.0 5 13 50 A
TOTIME48-050CR010-06-50-4F 5.0 1.0 6 13 50 A
TOTIME48-050CR015-50-4F 5.0 1.5 6 13 50 VAN
TOTIME48-060CR002-50-4F 6.0 0.2 6 16 50 A
TOTIME48-060CR005-50-1-4F 6.0 0.5 6 9 50 A
TOTIME48-060CR005-50-2-4F 6.0 0.5 6 16 50 A
TOTIME48-060CR010-50-4F 6.0 1.0 6 16 50 A
TOTIME48-060CR015-50-4F 6.0 15 6 16 50 PAN
TOTIME48-060CR005-75-4F 6.0 0.5 6 16 75 A
TOTIME48-060CR010-75-4F 6.0 1.0 6 16 75 A
TOTIME48-060CR015-75-4F 6.0 1.5 6 16 75 VAN
TOTIME48-080CR003-60-4F 8.0 0.3 8 20 60 A
TOTIME48-080CR005-60-4F 8.0 0.5 8 20 60 VAN
TOTIME48-080CR010-60-4F 8.0 1.0 8 20 60 A
TOTIME48-080CR015-60-4F 8.0 1.5 8 20 60 yaN
TOTIME48-080CR020-60-4F 8.0 2.0 8 20 60 A
TOTIME48-080CR005-75-4F 8.0 0.5 8 20 75 A

Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B92
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TQTIME Carbide End Mill Cutter

For Steels,Cast Iron E
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Corner Radius End Mill (HRc48) wosi] 2| Y e
4 FLUTES CORNER RADIUS
"{ T T T T & ﬂ ( - ;
L { IR
L
/A_![l\{ 4AFlutes (ofe] L1 HRC AICTrSiN UMG Materials
a\ﬂ\v/ 12% 48 Coating 0.5um Carbide
@® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast lron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
[ J [ J O [ J
Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Stock

TOTIME48-080CR010-75-4F 8 1.0 8 20 75 A
TOTIME48-080CR005-100-4F 8 0.5 8 20 100 A
TOTIME48-080CR010-100-4F 8 1.0 8 20 100 A
TOTIME48-080CR015-100-4F 8 13 8 20 100 A
TOTIME48-080CR020-100-4F 8 2.0 8 20 100 A
TOTIME48-100CR002-75-4F 10 0.2 10 2.5) 75 A
TOTIME48-100CR003-75-4F 10 0.3 10 25 75 A
TOTIME48-100CR005-75-4F 10 0.5 10 25 75 A
TOTIME48-100CR010-75-4F 10 1.0 10 25 75 A
TOTIME48-100CR015-75-4F 10 1.5 10 25 75 A
TOTIME48-100CR020-75-4F 10 2.0 10 25 75 A
TOTIME48-100CR025-75-4F 10 2.5 10 25 75 A
TOTIME48-100CR030-75-4F 10 3.0 10 25 75 A
TOTIME48-100CR005-100-4F 10 0.5 10 25 100 A
TOTIME48-100CR010-100-4F 10 1.0 10 25 100 A
TOTIME48-100CR015-100-4F 10 1.5 10 25 100 A
TOTIME48-100CR020-100-4F 10 2.0 10 25 100 A
TOTIME48-120CR005-75-4F 12 0.5 12 30 75 A
TOTIME48-120CR010-75-4F 12 1.0 12 30 75 A
TOTIME48-120CR015-75-4F 12 1.5 12 30 75 A
TOTIME48-120CR020-75-4F 12 2.0 12 30 75 A
TOTIME48-120CR025-75-4F 12 2.5 12 30 /) A
TOTIME48-120CR030-75-4F 12 3.0 12 30 75 A
TOTIME48-120CR005-100-4F 12 0.5 12 30 100 A
TOTIME48-120CR010-100-4F 12 1.0 12 30 100 A
TOTIME48-120CR015-100-4F 12 1.5 12 30 100 A
TOTIME48-120CR020-100-4F 12 2.0 12 30 100 A
TOTIME48-120CR030-100-4F 12 3.0 12 30 100 A
TOTIME48-160CR005-100-4F 16 0.5 16 36 100 A
TOTIME48-160CR010-100-4F 16 1.0 16 36 100 A
TOTIME48-160CR020-100-4F 16 2.0 16 36 100 A
TOTIME48-160CR030-100-4F 16 3.0 16 36 100 A
TOTIME48-160CR005-150-4F 16 0.5 16 36 150 A
TOTIME48-160CR010-150-4F 16 1.0 16 36 150 A
TOTIME48-160CR015-150-4F 16 1.5 16 36 150 A
TOTIME48-160CR020-150-4F 16 2.0 16 36 150 A
TOTIME48-160CR030-150-4F 16 3.0 16 36 150 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B92
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TQTIME Carbide End Mill Cutter

For Steels,Cast Iron
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Ball Nose End Mill (HRc4s) ws| 9]\ na!
H M Ball Nose
2 FLUTES BALL NOSE
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] o O o
Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Stock
TOTIME48-008B-50-2F 0.8 0.40 4 1.6 50 A
TOTIME48-009B-50-2F 0.9 0.45 4 1.8 50 A
TOTIME48-010B-50-2F 1.0 0.50 4 2.0 50 A
TOTIME48-015B-50-2F 1.5 0.75 4 3.0 50 A
TOTIME48-020B-04-50-2F 2.0 1.00 4 4.0 50 A
TOTIME48-020B-06-50-2F 2.0 1.00 6 4.0 50 A
TOTIME48-020B-04-75-2F 2.0 1.00 4 4.0 75 A
TOTIME48-020B-06-75-2F 2.0 1.00 6 4.0 75 A
TOTIME48-025B-50-2F 2.5 1.25 4 5.0 50 A
TOTIME48-030B-04-50-2F 3.0 1.50 4 6.0 50 A
TOTIME48-030B-06-50-2F 3.0 1.50 6 6.0 50 A
TOTIME48-030B-04-75-2F 3.0 1.50 4 6.0 75 A
TOTIME48-030B-06-75-2F 3.0 1.50 6 6.0 75 A
TOTIME48-040B-04-50-2F 4.0 2.00 4 8.0 50 A
TOTIME48-040B-06-50-2F 4.0 2.00 6 8.0 50 A
TOTIME48-040B-04-75-2F 4.0 2.00 4 8.0 75 A
TOTIME48-040B-06-75-2F 4.0 2.00 6 8.0 75 A
TOTIME48-050B-50-2F 5.0 2.50 6 10.0 50 A
TOTIME48-050B-75-2F 5.0 2.50 6 10.0 75 A
TOTIME48-060B-50-2F 6.0 3.00 6 12.0 50 A
TOTIME48-060B-75-2F 6.0 3.00 6 12.0 75 A
TOTIME48-070B-60-2F 7.0 3.50 8 14.0 60 A
TOTIME48-070B-100-2F 7.0 3.50 8 14.0 100 A
Tolerance:R<1.5 -0. 01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A Non-Stock
Recommended Cutting Conditions B93
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TﬂTIME Carbide End Mill Cutter

For Steels,Cast Iron
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Ball Nose End Mill (HRC4s8) T Ulna

2FLUTES BALL NOSE

,Q‘Ll_ S AICTSIN Materials
| 4 Coating Carbide
@® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Stael Alloys
[ J [ J O [ ]
Order No. R(mm)

TOTIME48-080B-60-2F 8 4.0 8 14 60 A
TOTIME48-080B-75-2F 8 4.0 8 14 75 A
TOTIME48-080B-100-2F 8 4.0 8 14 100 A
TOTIME48-090B-75-2F 9 4.5 10 16 75 A
TOTIME48-090B-100-2F 9 4.5 10 16 100 A
TOTIME48-100B-75-2F 10 5.0 10 18 75 A
TOTIME48-100B-100-2F 10 5.0 10 18 100 A
TOTIME48-110B-75-2F 11 5.3 12 20 75 A
TOTIME48-110B-100-2F 1 5.5 12 20 100 A
TOTIME48-120B-75-2F 12 6.0 12 22 75 A
TOTIME48-120B-100-2F 12 6.0 12 22 100 A
TOTIME48-130B-100-2F 13 6.5 14 26 100 A
TOTIME48-140B-100-2F 14 7.0 14 26 100 A
TOTIME48-150B-100-2F 15 7.5 16 30 100 A
TOTIME48-160B-100-2F 16 8.0 16 30 100 A
TOTIME48-200B-100-2F 20 10.0 20 38 100 A
Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B93
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TQTIME Carbide End Mill Cutter

For Steels,Cast Iron
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Ball Nose End Mill (HRc48) o |@ || &\
4 FLUTES BALL NOSE
AICrSiN Materials
Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] o O (]

Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Stock
TOTIME48-020B-04-50-4F 2.0 1.00 4 4 50 A
TOTIME48-025B-50-4F 2.5 1.25 4 5 50 A
TOTIME48-030B-03-50-4F 3.0 1.50 3 6 50 A
TOTIME48-030B-04-50-4F 3.0 1.50 4 6 50 A
TOTIME48-030B-06-50-4F 3.0 1.50 6 6 50 A
TOTIME48-040B-04-50-4F 4.0 2.00 4 8 50 A
TOTIME48-040B-06-50-4F 4.0 2.00 6 8 50 A
TOTIME48-050B-05-50-4F 5.0 2.50 5 10 50 A
TOTIME48-050B-06-50-4F 5.0 2.50 6 10 50 A
TOTIME48-060B-50-4F 6.0 3.00 6 12 50 A
TOTIME48-060B-100-4F 6.0 3.00 6 12 100 A
TOTIME48-060B-150-4F 6.0 3.00 6 12 150 A
TOTIME48-070B-60-4F 7.0 3.50 8 14 60 A
TOTIME48-080B-60-4F 8.0 4.00 8 14 60 A
TOTIME48-080B-100-4F 8.0 4.00 8 14 100 A
TOTIME48-090B-75-4F 9.0 4.50 10 16 75 A
TOTIME48-100B-75-4F 10.0 5.00 10 18 75 A
TOTIME48-110B-75-4F 11.0 5.50 12 20 75 A
TOTIME48-120B-75-4F 12.0 6.00 12 22 75 A
TOTIME48-120B-100-4F 12.0 6.00 12 22 100 A
TOTIME48-120B-150-4F 12.0 6.00 12 22 150 A
TOTIME48-140B-75-4F 14.0 7.00 14 24 75 A
TOTIME48-160B-100-4F 16.0 8.00 16 30 100 A
TOTIME48-200B-100-4F 20.0 10.00 20 38 100 A
Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A Non-Stock

Recommended Cutting Conditions B93
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TQTIME Carbide End Mill Cutter

For Steels,Cast Iron

E
Variable Helix Square End Mill(HRC48) @ !!;B

4 FLUTES SQUARE

® 1st Recommendation

AICrSiN
Coating

O2nd Recommendation

Materials
Carbide

Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Castiron Alloys
o [ J O
Order No. d (mm) Lc (mm)
TOTIME3538-020S-50-4F 2.0 4 6 50 4 A
TOTIME3538-030S-50-4F 3.0 4 9 50 4 A
TOTIME3538-040S-50-4F 4.0 4 1 50 4 A
TOTIME3538-040S-06-50-4F 4.0 6 1 50 4 A
TOTIME3538-040S-75-4F 4.0 6 15 75 4 A
TOTIME3538-050S-50-4F 5.0 6 13 50 4 A
TOTIME3538-050S-75-4F 5.0 6 20 75 4 A
TOTIME3538-055S-50-4F 515 6 16 50 4 A
TOTIME3538-060S-50-4F 6.0 6 16 50 4 A
TOTIME3538-060S-75-4F 6.0 6 20 75 4 A
TOTIME3538-070S-60-4F 7.0 8 20 60 4 A
TOTIME3538-080S-60-4F 8.0 8 16 60 4 A
TOTIME3538-080S-60-1-4F 8.0 8 20 60 4 A
TOTIME3538-080S-60-2-4F 8.0 8 25 60 4 A
TOTIME3538-080S-75-4F 8.0 8 25 75 4 A
TOTIME3538-080S-100-4F 8.0 8 25 100 4 A
TOTIME3538-100S-75-4F 10.0 10 25 75 4 A
TOTIME3538-100S-75-1-4F 10.0 10 20 75 4 A
TOTIME3538-100S-75-2-4F 10.0 10 30 75 4 A
TOTIME3538-100S-100-4F 10.0 10 30 100 4 A
TOTIME3538-120S-75-4F 12.0 12 30 75 4 A
TOTIME3538-120S-75-1-4F 12.0 12 24 75 4 A
TOTIME3538-120S-100-4F 12.0 12 35 100 4 A
TOTIME3538-140S-75-4F 14.0 14 32 75 4 A
TOTIME3538-140S-100-4F 14.0 14 40 100 4 A
TOTIME3538-160S-100-4F 16.0 16 36 100 4 A
TOTIME3538-160S-150-4F 16.0 16 50 150 4 A
TOTIME3538-180S-100-4F 18.0 18 45 100 4 A
TOTIME3538-180S-150-4F 18.0 18 50 150 4 A
TOTIME3538-200S-100-4F 20.0 20 45 100 4 A
TOTIME3538-200S-150-4F 20.0 20 50 150 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

B11l

Recommended Cutting Conditions B94
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I = I IMI:. Carbide End Mill Cutter =
For Stainless Steels
Variable Helix Square End Mill(HRC48) ¥ TiSIAIN ﬁ !m.g B
4 FLUTES SQUARE
TiSiAIN Materials
Coating Carbide
@® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Titanium
Steel Castlron Alloys
<HRC35 <HRC48 HRC48-55 HRC55-60
[ J
Order No. D (mm) d (mm) Lc (mm) L (mm) Flutes Stock
TOTIME3638-020S-50-4F 2.0 4 6 50 4 A
TOTIME3638-030S-50-4F 3.0 4 9 50 4 A
TOTIME3638-040S-50-4F 4.0 4 12 50 4 A
TOTIME3638-040S-06-50-4F 4.0 6 12 50 4 A
TOTIME3638-040S-75-4F 4.0 6 12 75 4 A
TOTIME3638-050S-50-4F 5.0 6 13 50 4 A
TOTIME3638-050S-75-4F 5.0 6 20 75 4 A
TOTIME3638-055S-50-4F 5.5 6 16 50 4 A
TOTIME3638-060S-50-4F 6.0 6 18 50 4 A
TOTIME3638-060S-75-4F 6.0 6 18 75 4 A
TOTIME3638-070S-60-4F 7.0 8 20 60 4 A
TOTIME3638-080S-60-4F 8.0 8 16 60 4 A
TOTIME3638-080S-60-1-4F 8.0 8 20 60 4 A
TOTIME3638-080S-60-2-4F 8.0 8 24 60 4 A
TOTIME3638-080S-75-4F 8.0 8 24 75 4 A
TOTIME3638-080S-100-4F 8.0 8 32 100 4 A
TOTIME3638-100S-75-4F 10.0 10 25 75 4 A
TOTIME3638-100S-75-1-4F 10.0 10 20 75 4 A
TOTIME3638-100S-75-2-4F 10.0 10 30 75 4 A
TOTIME3638-100S-100-4F 10.0 10 40 100 4 A
TOTIME3638-120S-75-4F 12.0 12 36 75 4 A
TOTIME3638-120S-75-1-4F 12.0 12 24 75 4 A
TOTIME3638-120S-100-4F 12.0 12 40 100 4 A
TOTIME3638-140S-75-4F 14.0 14 32 75 4 A
TOTIME3638-140S-100-4F 14.0 14 40 100 4 A
TOTIME3638-160S-100-4F 16.0 16 36 100 4 A
TOTIME3638-160S-150-4F 16.0 16 50 150 4 A
TOTIME3638-180S-100-4F 18.0 18 45 100 4 A
TOTIME3638-180S-150-4F 18.0 18 50 150 4 A
TOTIME3638-200S-100-4F 20.0 20 45 100 4 A
TOTIME3638-200S-150-4F 20.0 20 50 150 4 A
A Stock A\ Non-Stock

:D<12 -0. 02~ >12-0.03~
Tolerance:D=12 -0.02~0 D=12-0.03~0 Recommended Cutting Conditions B106
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For Stainless Steels,Heat Resistant Material, Titanium Alloys

Variable Lead Square End Mill(HRC48) . @ !mm

2 FLUTES SQUARE [1.5D]

A Cobalt GS Materials
| 4 2 Flutes 10% Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
CastlIron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J ([ [ J
Order No. Lc(mm) Flutes
TOTIME3538-MS010S-50-2F-1.5D 1.0 4 1.5 50 2 A
TOTIME3538-MS015S-50-2F-1.5D 15 4 2.3 50 2 A
TOTIME3538-MS020S-50-2F-1.5D 2.0 4 3.0 50 2 A
TOTIME3538-MS030S-50-2F-1.5D 3.0 4 4.5 50 2 A
TOTIME3538-MS040S-50-2F-1.5D 4.0 4 6.0 50 2 A
TOTIME3538-MS040S-75-2F-1.5D 4.0 4 6.0 75 2 A
TOTIME3538-MS050S-50-2F-1.5D 5.0 6 75 50 2 A
TOTIME3538-MS060S-50-2F-1.5D 6.0 6 9.0 50 2 A
TOTIME3538-MS060S-75-2F-1.5D 6.0 6 9.0 75 2 A
TOTIME3538-MS060S-100-2F-1.5D 6.0 6 9.0 100 2 A
TOTIME3538-MS080S-60-2F-1.5D 8.0 8 12.0 60 2 A
TOTIME3538-MS080S-75-2F-1.5D 8.0 8 12.0 75 2 A
TOTIME3538-MS080S-100-2F-1.5D 8.0 8 12.0 100 2 A
TOTIME3538-MS100S-75-2F-1.5D 10.0 10 15.0 75 2 A
TOTIME3538-MS100S-100-2F-1.5D 10.0 10 15.0 100 2 A
TOTIME3538-MS120S-75-2F-1.5D 12.0 12 18.0 75 2 A
TOTIME3538-MS120S-100-2F-1.5D 12.0 12 18.0 100 2 A
TOTIME3538-MS160S-100-2F-1.5D 16.0 16 24.0 100 2 A
TOTIME3538-MS160S-150-2F-1.5D 16.0 16 24.0 150 2 A
TOTIME3538-MS200S-100-2F-1.5D 20.0 20 30.0 100 2 A
TOTIME3538-MS200S-150-2F-1.5D 20.0 20 30.0 150 2 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock
Recommended Cutting Conditions B95~B96
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TﬁTIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
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Variable Lead Square End Mill(HRC48) . ﬁ !m, m

2FLUTES SQUARE [3D]
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7 | GS Materials
—!#"‘ 2 Flutes Coating Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast lIron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J (] [ J
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock

TOTIME3538-MS010S-50-2F-3D 1.0 4 3.0 50 2 A
TOTIME3538-MS015S-50-2F-3D 1.5 4 45 50 2 A
TOTIME3538-MS020S-50-2F-3D 2.0 4 6.0 50 2 A
TOTIME3538-MS030S-50-2F-3D 3.0 4 9.0 50 2 A
TOTIME3538-MS040S-50-2F-3D 4.0 4 12.0 50 2 A
TOTIME3538-MS040S-75-2F-3D 4.0 4 12.0 75 2 A
TOTIME3538-MS050S-50-2F-3D 5.0 6 15.0 50 2 A
TOTIME3538-MS060S-50-2F-3D 6.0 6 18.0 50 2 A
TOTIME3538-MS060S-75-2F-3D 6.0 6 18.0 75 2 A
TOTIME3538-MS060S-100-2F-3D 6.0 6 18.0 100 2 A
TOTIME3538-MS080S-60-2F-3D 8.0 8 24.0 60 2 A
TOTIME3538-MS080S-75-2F-3D 8.0 8 24.0 75 2 A
TOTIME3538-MS080S-100-2F-3D 8.0 8 24.0 100 2 A
TOTIME3538-MS100S-75-2F-3D 10.0 10 30.0 75 2 A
TOTIME3538-MS100S-100-2F-3D 10.0 10 30.0 100 2 A
TOTIME3538-MS120S-75-2F-3D 12.0 12 36.0 75 2 A
TOTIME3538-MS120S-100-2F-3D 12.0 12 36.0 100 2 A
TOTIME3538-MS160S-100-2F-3D 16.0 16 48.0 100 2 A
TOTIME3538-MS160S-150-2F-3D 16.0 16 48.0 150 2 A
TOTIME3538-MS200S-150-2F-3D 20.0 20 60.0 150 2 A
Tolerance:D<12 -0.02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B95~B96
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TﬂTIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

Variable Lead Square End Mill(HRC48) . ﬁ !mﬂ

4 FLUTES SQUARE [2.5D]

1)

T S
Lc

L
= p A - ODa R dale d
! 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J [ J [ J
Order No. d(mm) Lc(mm) L(mm)
TOTIME3538-MS010S-50-4F-2.5D 1.0 4 2.5 50 4 A
TOTIME3538-MS015S-50-4F-2.5D 1.5 4 3.8 50 4 A
TOTIME3538-MS020S-50-4F-2.5D 20 4 5.0 50 4 A
TOTIME3538-MS030S-50-4F-2.5D 3.0 4 8.0 50 4 A
TOTIME3538-MS040S-50-4F-2.5D 4.0 4 10.0 50 4 A
TOTIME3538-MS040S-75-4F-2.5D 4.0 4 10.0 75 4 A
TOTIME3538-MS050S-50-4F-2.5D 5.0 6 12.0 50 4 A
TOTIME3538-MS060S-50-4F-2.5D 6.0 6 15.0 50 4 A
TOTIME3538-MS060S-75-4F-2.5D 6.0 6 15.0 75 4 A
TOTIME3538-MS060S-100-4F-2.5D 6.0 6 15.0 100 4 A
TOTIME3538-MS080S-60-4F-2.5D 8.0 8 20.0 60 4 A
TOTIME3538-MS080S-75-4F-2.5D 8.0 8 20.0 75 4 A
TOTIME3538-MS080S-100-4F-2.5D 8.0 8 20.0 100 4 A
TOTIME3538-MS100S-75-4F-2.5D 10.0 10 25.0 75 4 A
TOTIME3538-MS100S-100-4F-2.5D 10.0 10 25.0 100 4 A
TOTIME3538-MS120S-75-4F-2.5D 12.0 12 30.0 75 4 A
TOTIME3538-MS120S-100-4F-2.5D 12.0 12 30.0 100 4 A
TOTIME3538-MS160S-100-4F-2.5D 16.0 16 40.0 100 4 A
TOTIME3538-MS160S-150-4F-2.5D 16.0 16 40.0 150 4 A
TOTIME3538-MS200S-150-4F-2.5D 20.0 20 50.0 150 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B95
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TﬁTIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

Variable Lead Square End Mill(HRC48) . @ !mE

4 FLUTES SQUARE [3D]

1)

By
Lc '

® 1st Recommendation

O2nd Recommendation

daroliae

Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
o [ [ J
Order No. d(mm) Le(mm)
TOTIME3538-MS010S-50-4F-3D 1.0 4 3.0 50 4 A
TOTIME3538-MS015S-50-4F-3D 1.5 4 4.5 50 4 A
TOTIME3538-MS020S-50-4F-3D 2.0 4 6.0 50 4 A
TOTIME3538-MS030S-50-4F-3D 3.0 4 9.0 50 4 A
TOTIME3538-MS040S-50-4F-3D 4.0 4 12.0 50 4 A
TOTIME3538-MS040S-75-4F-3D 4.0 4 12.0 75 4 A
TOTIME3538-MS050S-50-4F-3D 5.0 6 15.0 50 4 A
TOTIME3538-MS060S-50-4F-3D 6.0 6 18.0 50 4 A
TOTIME3538-MS060S-75-4F-3D 6.0 6 18.0 75 4 A
TOTIME3538-MS060S-100-4F-3D 6.0 6 18.0 100 4 A
TOTIME3538-MS080S-60-4F-3D 8.0 8 24.0 60 4 A
TOTIME3538-MS080S-75-4F-3D 8.0 8 24.0 75 4 A
TOTIME3538-MS080S-100-4F-3D 8.0 8 24.0 100 4 A
TOTIME3538-MS100S-75-4F-3D 10.0 10 30.0 75 4 A
TOTIME3538-MS100S-100-4F-3D 10.0 10 30.0 100 4 A
TOTIME3538-MS120S-75-4F-3D 12.0 12 36.0 75 4 A
TOTIME3538-MS120S-100-4F-3D 12.0 12 36.0 100 4 A
TOTIME3538-MS160S-100-4F-3D 16.0 16 48.0 100 4 A
TOTIME3538-MS160S-150-4F-3D 16.0 16 48.0 150 4 A
TOTIME3538-MS200S-150-4F-3D 20.0 20 60.0 150 4 A
A Stock A\ Non-Stock

Tolerance:D<12 -0. 02~0 D>12-0.03~0

B16
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TGTIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
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Variable Lead Corner Radius End MillHRcag)

4FLUTES CORNER RADIUS [2.5D]

Materials
Carbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
o [ ] (
Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS010CR001-50-4F-2.5D 1.0 0.1 4 25 50 4 A
TOTIME3538-MS010CR002-50-4F-2.5D 1.0 0.2 4 25 50 4 A
TOTIME3538-MS015CR001-50-4F-2.5D 1.5 0.1 4 3.8 50 4 A
TOTIME3538-MS015CR002-50-4F-2.5D 1.5 0.2 4 3.8 50 4 A
TOTIME3538-MS020CR001-50-4F-2.5D 2.0 0.1 4 5.0 50 4 A
TOTIME3538-MS020CR002-50-4F-2.5D 2.0 0.2 4 5.0 50 4 A
TOTIME3538-MS020CR005-50-4F-2.5D 2.0 0.5 4 5.0 50 4 A
TOTIME3538-MS030CR001-50-4F-2.5D 3.0 0.1 4 8.0 50 4 A
TOTIME3538-MS030CR002-50-4F-2.5D 3.0 0.2 4 8.0 50 4 A
TOTIME3538-MS030CR003-50-4F-2.5D 3.0 0.3 4 8.0 50 4 A
TOTIME3538-MS030CR005-50-4F-2.5D 3.0 0.5 4 8.0 50 4 A
TOTIME3538-MS040CR002-50-4F-2.5D 4.0 0.2 4 10.0 50 4 A
TOTIME3538-MS040CR003-50-4F-2.5D 4.0 0.3 4 10.0 50 4 A
TOTIME3538-MS040CR005-50-4F-2.5D 4.0 0.5 4 10.0 50 4 A
TOTIME3538-MS040CR010-50-4F-2.5D 4.0 1.0 4 10.0 50 4 A
TOTIME3538-MS050CR002-50-4F-2.5D 5.0 0.2 6 12.0 50 4 A
TOTIME3538-MS050CR003-50-4F-2.5D 5.0 0.3 6 12.0 50 4 A
TOTIME3538-MS050CR005-50-4F-2.5D 5.0 0.5 6 12.0 50 4 A
TOTIME3538-MS050CR010-50-4F-2.5D 5.0 1.0 6 12.0 50 4 A
TOTIME3538-MS060CR002-50-4F-2.5D 6.0 0.2 6 15.0 50 4 A
TOTIME3538-MS060CR003-50-4F-2.5D 6.0 0.3 6 15.0 50 4 A
TOTIME3538-MS060CR005-50-4F-2.5D 6.0 0.5 6 15.0 50 4 A
TOTIME3538-MS060CR010-50-4F-2.5D 6.0 1.0 6 15.0 50 4 A
TOTIME3538-MS060CR015-50-4F-2.5D 6.0 £S5 6 15.0 50 4 A
TOTIME3538-MS060CR002-75-4F-2.5D 6.0 0.2 6 15.0 75 4 A
TOTIME3538-MS060CR003-75-4F-2.5D 6.0 0.3 6 15.0 75 4 A
TOTIME3538-MS060CR005-75-4F-2.5D 6.0 0.5 6 15.0 75 4 A
TOTIME3538-MS060CR010-75-4F-2.5D 6.0 1.0 6 15.0 75 4 A
TOTIME3538-MS060CR015-75-4F-2.5D 6.0 1.5 6 15.0 75 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B95
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TGTIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

o
o
5
=
S
®
m
S
=
=
o

Variable Lead Corner Radius End Mill srss) ZlUL

4FLUTES CORNER RADIUS [2.5D]

\ i opa dle d
i 4 = 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast lron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J [ J [ J
Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS080CR003-60-4F-2.5D 8 0.3 8 20 60 4 A
TOTIME3538-MS080CR005-60-4F-2.5D 8 0.5 8 20 60 4 A
TOTIME3538-MS080CR010-60-4F-2.5D 8 1.0 8 20 60 4 A
TOTIME3538-MS080CR015-60-4F-2.5D 8 1.5 8 20 60 4 A
TOTIME3538-MS080CR020-60-4F-2.5D 8 2.0 8 20 60 4 A
TOTIME3538-MS080CR003-75-4F-2.5D 8 0.3 8 20 75 4 A
TOTIME3538-MS080CR005-75-4F-2.5D 8 0.5 8 20 75 4 A
TOTIME3538-MS080CR010-75-4F-2.5D 8 1.0 8 20 75 4 A
TOTIME3538-MS080CR015-75-4F-2.5D 8 1.5 8 20 75 4 A
TOTIME3538-MS080CR020-75-4F-2.5D 8 2.0 8 20 75 4 A
TOTIME3538-MS100CR002-75-4F-2.5D 10 0.2 10 25 75 4 A
TOTIME3538-MS100CR003-75-4F-2.5D 10 0.3 10 25 75 4 A
TOTIME3538-MS100CR005-75-4F-2.5D 10 0.5 10 25 75 4 A
TOTIME3538-MS100CR010-75-4F-2.5D 10 1.0 10 25 75 4 A
TOTIME3538-MS100CR015-75-4F-2.5D 10 1.5 10 25 75 4 A
TOTIME3538-MS100CR020-75-4F-2.5D 10 20 10 25 75 4 A
TOTIME3538-MS100CR025-75-4F-2.5D 10 25 10 25 75 4 A
TOTIME3538-MS100CR030-75-4F-2.5D 10 3.0 10 25 75 4 A
TOTIME3538-MS100CR002-100-4F-2.5D 10 0.2 10 25 100 4 A
TOTIME3538-MS100CR003-100-4F-2.5D 10 0.3 10 25 100 4 A
TOTIME3538-MS100CR005-100-4F-2.5D 10 0.5 10 25 100 4 A
TOTIME3538-MS100CR010-100-4F-2.5D 10 1.0 10 25 100 4 A
TOTIME3538-MS100CR015-100-4F-2.5D 10 1.5 10 25 100 4 A
TOTIME3538-MS100CR020-100-4F-2.5D 10 20 10 25 100 4 A
TOTIME3538-MS100CR025-100-4F-2.5D 10 2.5 10 25 100 4 A
TOTIME3538-MS100CR030-100-4F-2.5D 10 3.0 10 25 100 4 A
TOTIME3538-MS120CR005-75-4F-2.5D 12 0.5 12 30 75 4 A
TOTIME3538-MS120CR010-75-4F-2.5D 12 1.0 12 30 75 4 A
TOTIME3538-MS120CR015-75-4F-2.5D 12 1.5 12 30 75 4 A
TOTIME3538-MS120CR020-75-4F-2.5D 12 20 12 30 75 4 A
TOTIME3538-MS120CR025-75-4F-2.5D 12 25 12 30 75 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B95
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TﬂTIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

Variable Lead Corner Radius End MillHrcag)

4FLUTES CORNER RADIUS [2.5D]

(€
Hi@]es 7] ok

‘ 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
(] o (]
Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS120CR030-75-4F-2.5D 12 3.0 12 30 75 4 A
TOTIME3538-MS120CR005-100-4F-2.5D 12 0.5 12 30 100 4 A
TOTIME3538-MS120CR010-100-4F-2.5D 12 1.0 12 30 100 4 A
TOTIME3538-MS120CR015-100-4F-2.5D 12 155 12 30 100 4 A
TOTIME3538-MS120CR020-100-4F-2.5D 12 2.0 12 30 100 4 A
TOTIME3538-MS120CR025-100-4F-2.5D 12 25 12 30 100 4 A
TOTIME3538-MS120CR030-100-4F-2.5D 12 3.0 12 30 100 4 A
TOTIME3538-MS160CR005-100-4F-2.5D 16 0.5 16 40 100 4 A
TOTIME3538-MS160CR010-100-4F-2.5D 16 1.0 16 40 100 4 A
TOTIME3538-MS160CR015-100-4F-2.5D 16 1.5 16 40 100 4 A
TOTIME3538-MS160CR020-100-4F-2.5D 16 2.0 16 40 100 4 A
TOTIME3538-MS160CR025-100-4F-2.5D 16 25 16 40 100 4 A
TOTIME3538-MS160CR030-100-4F-2.5D 16 3.0 16 40 100 4 A
TOTIME3538-MS160CR005-150-4F-2.5D 16 0.5 16 40 150 4 A
TOTIME3538-MS160CR010-150-4F-2.5D 16 1.0 16 40 150 4 A
TOTIME3538-MS160CR015-150-4F-2.5D 16 1.5 16 40 150 4 A
TOTIME3538-MS160CR020-150-4F-2.5D 16 20 16 40 150 4 A
TOTIME3538-MS160CR025-150-4F-2.5D 16 25 16 40 150 4 A
TOTIME3538-MS160CR030-150-4F-2.5D 16 3.0 16 40 150 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 Recommended CuAttiSnth(!()onﬁt'i\loor:;SBt%Cg
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T—.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
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Variable Lead Ball Nose End Millirces) FEIC2 ﬁﬂ
2FLUTES BALL NOSE [2D]
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J ([ [ J
Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes Stock
TOTIME3538-MS020B-50-2F-2D 2 1.0 4 4 50 2 A
TOTIME3538-MS020B-75-2F-2D 2 1.0 4 4 75 2 A
TOTIME3538-MS030B-50-2F-2D 3 1.5 4 6 50 2 A
TOTIME3538-MS030B-75-2F-2D 8 1.5 4 6 75 2 A
TOTIME3538-MS040B-50-2F-2D 4 2.0 4 8 50 2 A
TOTIME3538-MS040B-75-2F-2D 4 20 4 8 5] 2 A
TOTIME3538-MS050B-50-2F-2D 5 25 6 10 50 2 A
TOTIME3538-MS050B-75-2F-2D 5 25 6 10 75 2 VAN
TOTIME3538-MS050B-100-2F-2D 5 25 6 10 100 2 A
TOTIME3538-MS060B-50-2F-2D 6 3.0 6 12 50 2 A
TOTIME3538-MS060B-75-2F-2D 6 3.0 6 12 75 2 A
TOTIME3538-MS060B-100-2F-2D 6 3.0 6 12 100 2 A
TOTIME3538-MS080B-60-2F-2D 8 4.0 8 16 60 2 A
TOTIME3538-MS080B-75-2F-2D 8 4.0 8 16 75 2 A
TOTIME3538-MS080B-100-2F-2D 8 4.0 8 16 100 2 A
TOTIME3538-MS100B-75-2F-2D 10 5.0 10 20 75 2 A
TOTIME3538-MS100B-100-2F-2D 10 5.0 10 20 100 2 A
TOTIME3538-MS120B-75-2F-2D 12 6.0 12 24 75 2 A
TOTIME3538-MS120B-100-2F-2D 12 6.0 12 24 100 2 A
TOTIME3538-MS160B-100-2F-2D 16 8.0 16 32 100 2 A
TOTIME3538-MS160B-150-2F-2D 16 8.0 16 32 150 2 A
TOTIME3538-MS200B-100-2F-2D 20 10.0 20 40 100 2 A
TOTIME3538-MS200B-150-2F-2D 20 10.0 20 40 150 2 A
Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A Non-Stock
Recommended Cutting Conditions B96
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T-.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

Variable Lead Ball Nose End Mill{Hrc4s) Mol ﬁm

4 FLUTES BALL NOSE [1.5D]

j 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
o ® ([

Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes
TOTIME3538-MS040B-50-4F-1.5D 4 2.0 4 6.0 50 4 A
TOTIME3538-MS040B-75-4F-1.5D 4 2.0 4 6.0 75 4 A
TOTIME3538-MS050B-50-4F-1.5D 5 2.5 6 7.5 50 4 A
TOTIME3538-MS050B-75-4F-1.5D 5 25 6 75 75 4 A
TOTIME3538-MS050B-100-4F-1.5D 5 25 6 7.5 100 4 A
TOTIME3538-MS060B-50-4F-1.5D 6 3.0 6 9.0 50 4 A
TOTIME3538-MS060B-75-4F-1.5D 6 3.0 6 9.0 75 4 A
TOTIME3538-MS060B-100-4F-1.5D 6 3.0 6 9.0 100 4 A
TOTIME3538-MS080B-60-4F-1.5D 8 4.0 8 12.0 60 4 A
TOTIME3538-MS080B-75-4F-1.5D 8 4.0 8 12.0 75 4 A
TOTIME3538-MS080B-100-4F-1.5D 8 4.0 8 12.0 100 4 A
TOTIME3538-MS100B-75-4F-1.5D 10 5.0 10 15.0 75 4 A
TOTIME3538-MS100B-100-4F-1.5D 10 5.0 10 15.0 100 4 A
TOTIME3538-MS120B-75-4F-1.5D 12 6.0 12 18.0 75 4 A
TOTIME3538-MS120B-100-4F-1.5D 12 6.0 12 18.0 100 4 A
TOTIME3538-MS160B-100-4F-1.5D 16 8.0 16 24.0 100 4 A
TOTIME3538-MS160B-150-4F-1.5D 16 8.0 16 24.0 150 4 A
TOTIME3538-MS200B-100-4F-1.5D 20 10.0 20 30.0 100 4 A
TOTIME3538-MS200B-150-4F-1.5D 20 10.0 20 30.0 150 4 A

Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A Non-Stock
Recommended Cutting Conditions B97
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T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
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Square End Mill (HRc4g) Mol es] 21 H L

6 FLUTES SQUARE [1.5D]
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® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J ([ [ J
g0
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock o =
TOTIME38-MS080S-60-6F-1.5D 8 8 12 60 6 A '§ rgn
TOTIME38-MS080S-75-6F-1.5D 8 8 12 75 6 A ;‘=' 3
TOTIME38-MS080S-100-6F-1.5D 8 8 12 100 6 A % I%
TOTIME38-MS100S-75-6F-1.5D 10 10 15 75 6 A
TOTIME38-MS100S-100-6F-1.5D 10 10 15 100 6 A
TOTIME38-MS120S-75-6F-1.5D 12 12 18 75 6 A
TOTIME38-MS120S-100-6F-1.5D 12 12 18 100 6 A
TOTIME38-MS160S-100-6F-1.5D 16 16 24 100 6 A
TOTIME38-MS160S-150-6F-1.5D 16 16 24 150 6 A
TOTIME38-MS200S-100-6F-1.5D 20 20 30 100 6 A
TOTIME38-MS200S-150-6F-1.5D 20 20 30 150 6 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B97
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for Superalloys

T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

S|
Square End Mill (HRc4s) HEDN

7 FLUTES SQUARE [1.5D]
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® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened ' . -
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
o [ J o
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock
TOTIME38-MS080S-60-7F-1.5D 8 8 12 60 7 A
TOTIME38-MS080S-75-7F-1.5D 8 8 12 75 7 A
TOTIME38-MS080S-100-7F-1.5D 8 8 12 100 7 A
TOTIME38-MS100S-75-7F-1.5D 10 10 15 75 7 A
TOTIME38-MS100S-100-7F-1.5D 10 10 15 100 7 A
TOTIME38-MS120S-75-7F-1.5D 12 12 18 75 7 A
TOTIME38-MS120S-100-7F-1.5D 12 12 18 100 7 A
TOTIME38-MS160S-100-7F-1.5D 16 16 24 100 7 A
TOTIME38-MS160S-150-7F-1.5D 16 16 24 150 7 A
TOTIME38-MS200S-100-7F-1.5D 20 20 30 100 7 A
TOTIME38-MS200S-150-7F-1.5D 20 20 30 150 7 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B97
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T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
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Square End Mill (HRc4g) Meltees| 21 LIk

6 FLUTES SQUARE [2.5D]
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® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J [ J o
g0
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock o =
TOTIME38-MS080S-60-6F-2.5D 8 8 20 60 6 A '§ ﬁ
TOTIME38-MS080S-75-6F-2.5D 8 8 20 75 6 A ‘?=’ 3
TOTIME38-MS080S-100-6F-2.5D 8 8 20 100 6 A "g, '5
TOTIME38-MS100S-75-6F-2.5D 10 10 25 75 6 A
TOTIME38-MS100S-100-6F-2.5D 10 10 25 100 6 A
TOTIME38-MS120S-75-6F-2.5D 12 12 30 75 6 A
TOTIME38-MS120S-100-6F-2.5D 12 12 30 100 6 A
TOTIME38-MS160S-100-6F-2.5D 16 16 40 100 6 A
TOTIME38-MS160S-150-6F-2.5D 16 16 40 150 6 A
TOTIME38-MS200S-100-6F-2.5D 20 20 50 100 6 A
TOTIME38-MS200S-150-6F-2.5D 20 20 50 150 6 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B97
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for Superalloys

T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

Square End Mill (HRc4s) cs| FI UL

7 FLUTES SQUARE [2.5D]
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€ 0% 48 0a g 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened ' . -
Cast Iron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
o [ J o
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock
TOTIME38-MS080S-60-7F-2.5D 8 8 20 60 7 A
TOTIME38-MS080S-75-7F-2.5D 8 8 20 75 7 A
TOTIME38-MS080S-100-7F-2.5D 8 8 20 100 7 A
TOTIME38-MS100S-75-7F-2.5D 10 10 25 75 7 A
TOTIME38-MS100S-100-7F-2.5D 10 10 25 100 7 A
TOTIME38-MS120S-75-7F-2.5D 12 12 30 75 7 A
TOTIME38-MS120S-100-7F-2.5D 12 12 30 100 7 A
TOTIME38-MS160S-100-7F-2.5D 16 16 40 100 7 A
TOTIME38-MS160S-150-7F-2.5D 16 16 40 150 7 A
TOTIME38-MS200S-100-7F-2.5D 20 20 50 100 7 A
TOTIME38-MS200S-150-7F-2.5D 20 20 50 150 7 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B97
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T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
i B

S[IIN Pu3 apiqied

Corner Radius End Mill (HrRc4s) @@MB

6 FLUTES CORNER RADIUS [1.5D]

O e 0% 48 03 q 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J (] (]

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes §: §
TOTIME38-MS080CR002-60-6F-1.5D 8 0.2 8 12 60 6 A g E
TOTIME38-MS080CR005-60-6F-1.5D 8 0.5 8 12 60 6 A :\i g
TOTIME38-MS080CR010-60-6F-1.5D 8 1.0 8 12 60 6 A % g
TOTIME38-MS080CR015-60-6F-1.5D 8 1.3 8 12 60 6 A
TOTIME38-MS080CR020-60-6F-1.5D 8 2.0 8 12 60 6 A
TOTIME38-MS100CR002-75-6F-1.5D 10 0.2 10 15 75 6 A
TOTIME38-MS100CR005-75-6F-1.5D 10 0.5 10 15 75 6 A
TOTIME38-MS100CR010-75-6F-1.5D 10 1.0 10 15 75 6 A
TOTIME38-MS100CR015-75-6F-1.5D 10 1.5 10 15 75 6 A
TOTIME38-MS100CR020-75-6F-1.5D 10 2.0 10 15 75 6 A
TOTIME38-MS100CR030-75-6F-1.5D 10 3.0 10 15 75 6 A
TOTIME38-MS120CR005-75-6F-1.5D 12 0.5 12 18 75 6 A
TOTIME38-MS120CR010-75-6F-1.5D 12 1.0 12 18 75 6 A
TOTIME38-MS120CR015-75-6F-1.5D 12 1.3 12 18 75 6 A
TOTIME38-MS120CR020-75-6F-1.5D 12 2.0 12 18 75 6 A
TOTIME38-MS120CR030-75-6F-1.5D 12 3.0 12 18 75 6 A
TOTIME38-MS120CR005-100-6F-1.5D 12 0.5 12 18 100 6 A
TOTIME38-MS120CR010-100-6F-1.5D 12 1.0 12 18 100 6 A
TOTIME38-MS120CR015-100-6F-1.5D 12 1.5 12 18 100 6 A
TOTIME38-MS120CR020-100-6F-1.5D 12 2.0 12 18 100 6 A
TOTIME38-MS120CR030-100-6F-1.5D 12 3.0 12 18 100 6 A
TOTIME38-MS160CR005-100-6F-1.5D 16 0.5 16 24 100 6 A
TOTIME38-MS160CR010-100-6F-1.5D 16 1.0 16 24 100 6 A
TOTIME38-MS160CR015-100-6F-1.5D 16 1.5 16 24 100 6 A
TOTIME38-MS160CR020-100-6F-1.5D 16 2.0 16 24 100 6 A
TOTIME38-MS160CR030-100-6F-1.5D 16 3.0 16 24 100 6 A
TOTIME38-MS160CR005-150-6F-1.5D 16 0.5 16 24 150 6 A
TOTIME38-MS160CR010-150-6F-1.5D 16 1.0 16 24 150 6 A
TOTIME38-MS160CR015-150-6F-1.5D 16 1.5 16 24 150 6 A
TOTIME38-MS160CR020-150-6F-1.5D 16 2.0 16 24 150 6 A
TOTIME38-MS160CR030-150-6F-1.5D 16 3.0 16 24 150 6 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B97
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Part 01
Carbide End Mills

T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
i B

Corner Radius End Mill (+Rc4g) Mol cs| FlL Y L

7 FLUTES CORNER RADIUS [1.5D]

€ 0% 48 oF g 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J (] (]
g. % Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes
§ g TOTIME38-MS080CR002-60-7F-1.5D 8 0.2 8 12 60 7 A
E :’3; TOTIME38-MS080CR005-60-7F-1.5D 8 0.5 8 12 60 7 A
E § TOTIME38-MS080CR010-60-7F-1.5D 8 1.0 8 12 60 7 A
TOTIME38-MS080CR015-60-7F-1.5D 8 1.5 8 12 60 7 A
TOTIME38-MS080CR020-60-7F-1.5D 8 2.0 8 12 60 7 A
TOTIME38-MS100CR002-75-7F-1.5D 10 0.2 10 15 75 7 A
TOTIME38-MS100CR005-75-7F-1.5D 10 0.5 10 15 75 7 A
TOTIME38-MS100CR010-75-7F-1.5D 10 1.0 10 15 75 7 A
TOTIME38-MS100CR015-75-7F-1.5D 10 1.5 10 15 75 7 A
TOTIME38-MS100CR020-75-7F-1.5D 10 2.0 10 15 75 7 A
TOTIME38-MS100CR030-75-7F-1.5D 10 3.0 10 15 75 7 A
TOTIME38-MS120CR005-75-7F-1.5D 12 0.5 12 18 75 7 A
TOTIME38-MS120CR010-75-7F-1.5D 12 1.0 12 18 75 7 A
TOTIME38-MS120CR015-75-7F-1.5D 12 1.5 12 18 75 7 A
TOTIME38-MS120CR020-75-7F-1.5D 12 2.0 12 18 75 7 A
TOTIME38-MS120CR030-75-7F-1.5D 12 3.0 12 18 75 7 A
TOTIME38-MS120CR005-100-7F-1.5D 12 0.5 12 18 100 7 A
TOTIME38-MS120CR010-100-7F-1.5D 12 1.0 12 18 100 7 A
TOTIME38-MS120CR015-100-7F-1.5D 12 1.5 12 18 100 7 A
TOTIME38-MS120CR020-100-7F-1.5D 12 2.0 12 18 100 7 A
TOTIME38-MS120CR030-100-7F-1.5D 12 3.0 12 18 100 7 A
TOTIME38-MS160CR005-100-7F-1.5D 16 0.5 16 24 100 7 A
TOTIME38-MS160CR010-100-7F-1.5D 16 1.0 16 24 100 7 A
TOTIME38-MS160CR015-100-7F-1.5D 16 1.5 16 24 100 7 A
TOTIME38-MS160CR020-100-7F-1.5D 16 2.0 16 24 100 7 A
TOTIME38-MS160CR030-100-7F-1.5D 16 3.0 16 24 100 7 A
TOTIME38-MS160CR005-150-7F-1.5D 16 0.5 16 24 150 7 A
TOTIME38-MS160CR010-150-7F-1.5D 16 1.0 16 24 150 7 A
TOTIME38-MS160CR015-150-7F-1.5D 16 1.5 16 24 150 7 A
TOTIME38-MS160CR020-150-7F-1.5D 16 2.0 16 24 150 7 A
TOTIME38-MS160CR030-150-7F-1.5D 16 3.0 16 24 150 7 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B97
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T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys
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Corner Radius End Mill (Hrc4s)

6 FLUTES CORNER RADIUS [2.5D]

S
MG |
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0% 48 oF g 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J (] (]

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes §: §
TOTIME38-MS080CR002-60-6F-2.5D 8 0.2 8 20 60 6 A é” =
TOTIME38-MS080CR005-60-6F-2.5D 8 0.5 8 20 60 6 A i g
TOTIME38-MS080CR010-60-6F-2.5D 8 1.0 8 20 60 6 A % ;’g,
TOTIME38-MS080CR015-60-6F-2.5D 8 1.5 8 20 60 6 A
TOTIME38-MS080CR020-60-6F-2.5D 8 2.0 8 20 60 6 A
TOTIME38-MS100CR002-75-6F-2.5D 10 0.2 10 25 75 6 A
TOTIME38-MS100CR005-75-6F-2.5D 10 0.5 10 25 75 6 A
TOTIME38-MS100CR010-75-6F-2.5D 10 1.0 10 25 75 6 A
TOTIME38-MS100CR015-75-6F-2.5D 10 1.5 10 25 75 6 A
TOTIME38-MS100CR020-75-6F-2.5D 10 2.0 10 25 75 6 A
TOTIME38-MS100CR030-75-6F-2.5D 10 3.0 10 25 75 6 A
TOTIME38-MS120CR005-75-6F-2.5D 12 0.5 12 30 75 6 A
TOTIME38-MS120CR010-75-6F-2.5D 12 1.0 12 30 75 6 A
TOTIME38-MS120CR015-75-6F-2.5D 12 1.5 12 30 {75! 6 A
TOTIME38-MS120CR020-75-6F-2.5D 12 2.0 12 30 75 6 A
TOTIME38-MS120CR030-75-6F-2.5D 12 3.0 12 30 75 6 A
TOTIME38-MS120CR005-100-6F-2.5D 12 0.5 12 30 100 6 A
TOTIME38-MS120CR010-100-6F-2.5D 12 1.0 12 30 100 6 A
TOTIME38-MS120CR015-100-6F-2.5D 12 1.5 12 30 100 6 A
TOTIME38-MS120CR020-100-6F-2.5D 12 2.0 12 30 100 6 A
TOTIME38-MS120CR030-100-6F-2.5D 12 3.0 12 30 100 6 A
TOTIME38-MS160CR005-100-6F-2.5D 16 0.5 16 40 100 6 A
TOTIME38-MS160CR010-100-6F-2.5D 16 1.0 16 40 100 6 A
TOTIME38-MS160CR015-100-6F-2.5D 16 1.5 16 40 100 6 A
TOTIME38-MS160CR020-100-6F-2.5D 16 2.0 16 40 100 6 A
TOTIME38-MS160CR030-100-6F-2.5D 16 3.0 16 40 100 6 A
TOTIME38-MS160CR005-150-6F-2.5D 16 0.5 16 40 150 6 A
TOTIME38-MS160CR010-150-6F-2.5D 16 1.0 16 40 150 6 A
TOTIME38-MS160CR015-150-6F-2.5D 16 1.5 16 40 150 6 A
TOTIME38-MS160CR020-150-6F-2.5D 16 2.0 16 40 150 6 A
TOTIME38-MS160CR030-150-6F-2.5D 16 3.0 16 40 150 6 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B97
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T-L.TIME Carbide End Mill Cutter

For Stainless Steels,Heat Resistant Material, Titanium Alloys

1 S

S
B R

Corner Radius End Mill (Hrc4s)

7 FLUTES CORNER RADIUS [2.5D]

0% 48 oF g 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Material Alloys
[ J (] (]

(2] 4

E. 5k Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

§ g TOTIME38-MS080CR002-60-7F-2.5D 8 0.2 8 20 60 7 A

E ug; TOTIME38-MS080CR005-60-7F-2.5D 8 0.5 8 20 60 7 A

§ ,§ TOTIME38-MS080CR010-60-7F-2.5D 8 1.0 8 20 60 7 A
TOTIME38-MS080CR015-60-7F-2.5D 8 1.5 8 20 60 7 A
TOTIME38-MS080CR020-60-7F-2.5D 8 2.0 8 20 60 7 A
TOTIME38-MS100CR002-75-7F-2.5D 10 0.2 10 2.5 75 7 A
TOTIME38-MS100CR005-75-7F-2.5D 10 0.5 10 25 75 7 A
TOTIME38-MS100CR010-75-7F-2.5D 10 1.0 10 25 75 7 A
TOTIME38-MS100CR015-75-7F-2.5D 10 1.5 10 25 75 7 A
TOTIME38-MS100CR020-75-7F-2.5D 10 2.0 10 25 75 7 A
TOTIME38-MS100CR030-75-7F-2.5D 10 3.0 10 25 75 7 A
TOTIME38-MS120CR005-75-7F-2.5D 12 0.5 12 30 75 7 A
TOTIME38-MS120CR010-75-7F-2.5D 12 1.0 12 30 75 7 A
TOTIME38-MS120CR015-75-7F-2.5D 12 1.5 12 30 75 7 A
TOTIME38-MS120CR020-75-7F-2.5D 12 2.0 12 30 75 7 A
TOTIME38-MS120CR030-75-7F-2.5D 12 3.0 12 30 75 7 A
TOTIME38-MS120CR005-100-7F-2.5D 12 0.5 12 30 100 7 A
TOTIME38-MS120CR010-100-7F-2.5D 12 1.0 12 30 100 7 A
TOTIME38-MS120CR015-100-7F-2.5D 12 1.5 12 30 100 7 A
TOTIME38-MS120CR020-100-7F-2.5D 12 2.0 12 30 100 7 A
TOTIME38-MS120CR030-100-7F-2.5D 12 3.0 12 30 100 7 A
TOTIME38-MS160CR005-100-7F-2.5D 16 0.5 16 40 100 7 A
TOTIME38-MS160CR010-100-7F-2.5D 16 1.0 16 40 100 7 A
TOTIME38-MS160CR015-100-7F-2.5D 16 1.5 16 40 100 7 A
TOTIME38-MS160CR020-100-7F-2.5D 16 2.0 16 40 100 7 A
TOTIME38-MS160CR030-100-7F-2.5D 16 3.0 16 40 100 7 A
TOTIME38-MS160CR005-150-7F-2.5D 16 0.5 16 40 150 7 A
TOTIME38-MS160CR010-150-7F-2.5D 16 1.0 16 40 150 7 A
TOTIME38-MS160CR015-150-7F-2.5D 16 1.5 16 40 150 7 A
TOTIME38-MS160CR020-150-7F-2.5D 16 2.0 16 40 150 7 A
TOTIME38-MS160CR030-150-7F-2.5D 16 3.0 16 40 150 7 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B97
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TaTIME Carbide End Mill Cutter

For Carbon Steel,Alloy Steel,Cast Iron
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Variable Lead U-shaped Groove Square End MillHRcag) ﬁ !E.!B

4 FLUTES SQUARE

4 € 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] [ J O [ J
Order No. Lc (mm> L (mm) Flutes
TU45-010S-50-4F 1.0 4 3.0 50 4 A
TU45-015S-50-4F 1.5 4 4.5 50 4 A
TU45-020S-50-4F 2.0 4 6.0 50 4 A
TU45-025S-50-4F 25 4 i85 50 4 A
TU45-030S-03-50-4F 3.0 3 9.0 50 4 A
TU45-030S-04-50-4F 3.0 4 9.0 50 4 A
TU45-030S-06-50-4F 3.0 6 9.0 50 4 A
TU45-035S-50-4F 315) 4 10.5 50 4 A
TU45-040S-04-50-4F 4.0 4 12.0 50 4 A
TU45-040S-06-50-4F 4.0 6 12.0 50 4 A
TU45-040S-75-4F 4.0 4 12.0 75 4 A
TU45-040S-100-4F 4.0 4 12.0 100 4 A
TU45-050S-50-4F 5.0 6 15.0 50 4 A
TU45-060S-50-4F 6.0 6 18.0 50 4 A
TU45-060S-75-4F 6.0 6 18.0 75 4 A
TU45-060S-100-4F 6.0 6 18.0 100 4 A
TU45-080S-60-4F 8.0 8 24.0 60 4 A
TU45-080S-75-4F 8.0 8 24.0 75 4 A
TU45-080S-100-4F 8.0 8 24.0 100 4 A
TU45-080S-150-4F 8.0 8 24.0 150 4 A
TU45-100S-75-4F 10.0 10 30.0 75 4 A
TU45-100S-100-4F 10.0 10 30.0 100 4 A
TU45-100S-150-4F 10.0 10 30.0 150 4 A
TU45-120S-75-4F 12.0 12 30.0 75 4 A
TU45-120S-100-4F 12.0 12 30.0 100 4 A
TU45-120S-150-4F 12.0 12 30.0 150 4 A
TU45-160S-100-4F 16.0 16 48.0 100 4 A
Tolerance:D<12 0-02~0 D>12-0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B106
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TnTIME Carbide End Mill Cutter

For Carbon Steel,Alloy Steel, Cast Iron

Variable Lead Double-core End Mill(Hrc48)

4 FLUTES CORNER RADIUS

R A

i 0% 48 oF g

@® 1st Recommendation O2nd Recommendation

L
@] Sk

Coerpan | Aloyswel | Megened | Heenod | o

ainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
[ J (] O [ J
Order No. r (mm) d (mm) Lc (mm) L (mm) Flutes

TD3941-040CR002-50-4F 4 0.2 4 10 50 4 A

TD3941-060CR002-50-4F 6 0.2 6 15 50 4 A

TD3941-080CR002-60-4F 8 0.2 8 20 60 4 A

TD3941-100CR002-75-4F 10 0.2 10 25 75 4 A

TD3941-120CR002-75-4F 12 0.2 12 30 75 4 A

Tolerance:D<12 -0. 02~0 D>12-0.03~0

B31

A Stock A\ Non-Stock
Recommended Cutting Conditions B109
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TGTIM: Efficient and Powerful Variable Lead End Mill

For Steel,Alloy Steel,Cast Iron
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Variable Lead Square End Mill(Hrc4s) o] 2] L e

4 FLUTES SQUARE

- S
s SN C S
X 8
Type E Type F Form HB Form HA
A\ | Ooba R 2 ateria
| 9 = 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
[ J [ J O [ J
Order No. Ddxfi?’as D(mm) d(mm) Dn(mm) Lc(mm)  L1(mm) L(mm) C(é?r?) Flutes  Type

TOTIME48S-010SC-40-4F-HA HA 1 4 - 15 - 40 0.025 4 F
TOTIME48L-010SC-40-4F-HA HA 1 4 - 25 - 40 0.025 4 F
TOTIME48S-020SC-04-40-4F-HA HA 2 4 - 3 - 40 0.050 4 F
TOTIME48L-020SC-04-40-4F-HA HA 2 4 - 4 - 40 0.050 4 F
TOTIME48L-020SC-06-50-4F-HA HA 2 6 - 4 - 50 0.050 4 F
TOTIME48S-030SC-04-40-4F-HA HA 8 4 2.8 4 6 40 0.075 4 E
TOTIME48L-030SC-04-40-4F-HA HA 3 4 2.8 6 9 40 0.075 4 E
TOTIMEA48L-030SC-06-50-4F-HA HA 3 6 28 6 9 50 0.075 4 E
TOTIME48S-040SC-50-4F-HA/HB HA/HB 4 6 3.8 5 8 50 0.100 4 E
TOTIME48L-040SC-50-4F-HA/HB HA/HB 4 6 - 8 - 50 0.100 4 F
TOTIME48L-040SC-54-4F-HA/HB HA/HB 4 6 3.8 8 12 54 0.100 4 E
TOTIME48S-050SC-50-4F-HA/HB HA/HB 5! 6 4.8 6 10 50 0.150 4 E
TOTIME48L-050SC-54-4F-HA/HB HA/HB 5 6 4.8 10 15 54 0.150 4 E
TOTIME48S-060SC-54-4F-HA/HB HA/HB 6 6 57 7 16 54 0.200 4 E
TOTIME48L-060SC-54-4F-HA/HB HA/HB 6 6 57 13 19 54 0.200 4 E
TOTIME48S-080SC-58-4F-HA/HB HA/HB 8 8 7.7 9 20 58 0.200 4 E
TOTIME48L-080SC-63-4F-HA/HB HA/HB 8 8 7.7 19 27 63 0.200 4 E
TOTIME48S-100SC-65-4F-HA/HB HA/HB 10 10 97 1 24 65 0.200 4 E
TOTIME48L-100SC-72-4F-HA/HB HA/HB 10 10 97 22 32 72 0.200 4 E
TOTIME48S-120SC-73-4F-HA/HB HA/HB 12 12 1.7 12 26 73 0.200 4 E
TOTIME48L-120SC-82-4F-HA/HB HA/HB 12 12 1.7 26 38 82 0.200 4 E
TOTIME48S-140SC-75-4F-HA/HB HA/HB 14 14 13.7 14 28 75 0.300 4 E
TOTIME48L-140SC-82-4F-HA/HB HA/HB 14 14 137 26 38 82 0.300 4 E
TOTIME48S-160SC-82-4F-HA/HB HA/HB 16 16 15.7 16 32 82 0.300 4 E
TOTIME48L-160SC-92-4F-HA/HB HA/HB 16 16 15.7 32 44 92 0.300 4 E
TOTIME48S-180SC-82-4F-HA/HB HA/HB 18 18 17.7 18 32 82 0.300 4 E
TOTIME48L-180SC-92-4F-HA/HB HA/HB 18 18 17.7 32 44 92 0.300 4 E
TOTIME48S-200SC-92-4F-HA/HB HA/HB 20 20 19.7 20 40 92 0.300 4 E
TOTIME48L-200SC-104-4F-HA/HB HA/HB 20 20 19.7 38 50 104 0.300 4 E

Tolerance:D<12 -0.02~0 D>12-0.03~0

Customized Non-standard End Mill Size is Available. Recommended Cutting Conditions B107

B32



TnTIM: Efficient and Powerful Variable Lead End Mill

For Steel,Alloy Steel,Cast Iron E K
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Variable Lead Square End MillHrc4s) wo| 2] L

4 FLUTES SQUARE [Inch]

4 9 £ 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] (] O ([

Order No. Lc(in) Flutes
TOTIME48-E0125S-015-4F 1/8 0.125 0.125 0.313 1.500 4 A
TOTIME48-E0187S-020-4F 3/16 0.187 0.187 0. 469 2.000 4 A
TOTIME48-E0250S-025-4F 1/4 0. 250 0. 250 0.531 2.500 4 A
TOTIME48-E0375S-030-4F 3/8 0. 375 0.375 0. 844 3.000 4 A
TOTIME48-E0500S-035-4F 1/2 0. 500 0. 500 1.094 3.500 4 A
TOTIME48-E0625S-040-4F 5/8 0. 625 0.625 1.313 4.000 4 A
TOTIME48-E0750S-040-4F 3/4 0.750 0.750 1.563 4.000 4 A
TOTIME48-E1000S-050-4F 1 1. 000 1.000 2.094 5.000 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock
Customized Non-standard End Mill Size is Available. Recommended Cutting Conditions B107
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TﬁTIMI: Efficient and Powerful Variable Lead End Mill

For Steel,Alloy Steel,Cast Iron

K|

o
1
=
=
Q.
(]
m
=]
Q.
=
)

Variable Lead Corner Radius End Mill(HRc48) . ﬁ&ﬂ

4 FLUTES CORNER RADIUS [Inch]

i 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] (] O ([

Order No. D(in) r(in) d(in) Lc(in) L(in) Flutes Stock
TOTIME48-E0125CR015-015-4F 1/8 0.125 0.015 0.125 0.313 1.500 4 A
TOTIME48-E0187CR015-020-4F 3/16 0.187 0.015 0.187 0.438 2.000 4 A
TOTIME48-E0250CR015-025-4F 1/4 0.250 0.015 0.250 0.625 2.500 4 A
TOTIME48-E0250CR030-025-4F 1/4 0.250 0.030 0. 250 0.625 2.500 4 A
TOTIME48-E0375CR015-025-4F 3/8 0.375 0.015 0.375 0.875 2.500 4 A
TOTIME48-E0375CR030-025-4F 3/8 0.375 0.030 0.375 0.875 2.500 4 A
TOTIME48-E0500CR015 -030-4F 1/2 0.500 0.015 0.500 1.125 3.000 4 A
TOTIME48-E0500CR030-030-4F 1/2 0.500 0.030 0. 500 1.125 3.000 4 A
TOTIME48-E0500CR060-030-4F 1/2 0.500 0.060 0. 500 1.125 3.000 4 A
TOTIME48-E0625CR030-035-4F 5/8 0. 625 0.030 0.625 1.313 3.500 4 A
TOTIME48-E0625CR060-035-4F 5/8 0.625 0.060 0.625 1.313 3.500 4 A
TOTIME48-E0750CR030-040-4F 3/4 0.750 0.030 0.750 1. 625 4.000 4 A
TOTIME48-E0750CR060-040-4F 3/4 0.750 0.060 0.750 1.625 4.000 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

Customized Non-standard End Mill Size is Available.

B34
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TGTIME Efficient and Powerful End Mill

For Steel,Alloy Steel,Cast Iron

PRK]
Ball Nose End Mill(HRrc4s) won| & U ma

2 FLUTES BALL NOSE [Inch]

| oba ateria
€ 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] (] O ([

Order No. D(in) r(in) d(in) Lc(in) L(in) Flutes Stock
TOTIME48-E0063B-020-2F 1/16 0.063 0. 031 0.250 0.125 2.000 2 A
TOTIME48-E0094B-020-2F 3/32 0.094 0.047 0.250 0.188 2.000 2 A
TOTIME48-E0125B-020-2F 1/8 0.125 0.063 0.250 0. 250 2.000 2 A
TOTIME48-E0187B-020-2F 3/16 0.187 0. 094 0.250 0. 375 2.000 2 A
TOTIME48-E0250B-020-2F 1/4 0.250 0.125 0.250 0.500 2.000 2 A
TOTIME48-E0375B-025-2F 3/8 0.375 0.187 0.375 0.750 2.500 2 A
TOTIME48-E0500B-030-2F 1/2 0. 500 0.250 0. 500 1.000 3.000 2 A
TOTIME48-E0625B-035-2F 5/8 0. 625 0.313 0.625 1.250 3.500 2 A
TOTIME48-E0750B-040-2F 3/4 0.750 0.375 0.750 1.500 4.000 2 A
Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A\ Non-Stock
Customized Non-standard End Mill Size is Available. Recommended Cutting Conditions B104
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TGTIME Efficient and Powerful End Mill

For Steel,Alloy Steel,Cast Iron
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® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] (] O ([

Order No. D(in) r(in) d(in) Lc(in) L(in) Flutes Stock
TOTIME48-E0063B-020-4F 1/16 0.063 0. 031 0.250 0.125 2.000 4 A
TOTIME48-E0094B-020-4F 3/32 0.094 0.047 0.250 0.188 2.000 4 A
TOTIME48-E0125B-020-4F 1/8 0.125 0.063 0.250 0.250 2.000 4 A
TOTIME48-E0187B-020-4F 3/16 0.187 0. 094 0.250 0. 375 2.000 4 A
TOTIME48-E0250B-020-4F 1/4 0.250 0.125 0.250 0.500 2.000 4 A
TOTIME48-E0375B-025-4F 3/8 0.375 0.187 0.375 0.750 2.500 4 A
TOTIME48-E0500B-030-4F 1/2 0. 500 0.250 0. 500 1.000 3.000 4 A
TOTIME48-E0625B-035-4F 5/8 0. 625 0.313 0.625 1.250 3.500 4 A
TOTIME48-E0750B-040-4F 3/4 0.750 0.375 0.750 1.500 4.000 4 A
Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A stock A\ Non-Stock

Customized Non-standard End Mill Size is Available.

B36

Recommended Cutting Conditions B110




TnTIME Cermet End Mill

For Steel,Alloy Steel,Cast Iron E K
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Cermet Square End Mill(#Re4g EAHED
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4 FLUTES SQUARE
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® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
CastIron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
o o (]
Order No.

TCM45-040S-50-4F 4 4 10 50 4 A
TCM45-040S-75-4F 4 4 12 75 4 A
TCM45-050S-50-4F 5 5 12.5 50 4 A
TCM45-060S-50-4F 6 6 15 50 4 A
TCM45-060S-75-4F 6 6 18 75 4 A
TCM45-080S-60-4F 8 8 20 60 4 A
TCM45-080S-75-4F 8 8 24 75 4 A
TCM45-080S-100-4F 8 8 24 100 4 A
TCM45-100S-75-4F 10 10 25 75 4 A
TCM45-100S-100-4F 10 10 30 100 4 A
TCM45-120S-75-4F 12 12 30 75 4 A
TCM45-120S-100-4F 12 12 30 100 4 A
TCM45-160S-100-4F 16 16 50 100 4 A

ock A Non-Stock

Tolerance:D<12 -0. 02~0 D>12-0.03~0 A st A
Recommended Cutting Conditions B108
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TGTIME Cermet End Mill

For Steel,Alloy Steel,Cast Iron
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Cermet CornerRadius End Millircssy  E(4) AR [W

4 FLUTES CORNER RADIUS
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1 0% 48 oating erme
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
o o (]
Order No.

TCM45-040CR002-50-4F 4 0.2 4 10 50 4 A
TCM45-040CR005-50-4F 4 05 4 10 50 4 A
TCM45-040CR010-50-4F 4 1.0 4 10 50 4 A
TCM45-050CR002-50-4F 5 02 5 12:5 50 4 A
TCM45-050CR005-50-4F 5 0.5 5 12.5 50 4 A
TCM45-060CR002-50-4F 6 02 6 15 50 4 A
TCM45-060CR005-50-4F 6 0.5 6 15 50 4 A
TCM45-060CR010-50-4F 6 1.0 6 15 50 4 A
TCM45-060CR002-75-4F 6 02 6 18 75 4 A
TCM45-060CR005-75-4F 6 05 6 18 75 4 A
TCM45-060CR010-75-4F 6 1.0 6 18 75 4 A
TCM45-080CR002-60-4F 8 02 8 20 60 4 A
TCM45-080CR005-60-4F 8 0.5 8 20 60 4 A
TCM45-080CR010-60-4F 8 1.0 8 20 60 4 A
TCM45-080CR002-75-4F 8 0.2 8 24 75 4 A
TCM45-080CR005-75-4F 8 05 8 24 75 4 A
TCM45-080CR010-75-4F 8 1.0 8 24 75 4 A
TCM45-080CR002-100-4F 8 02 8 24 100 4 A
TCM45-080CR005-100-4F 8 05 8 24 100 4 A
TCM45-080CR010-100-4F 8 1.0 8 24 100 4 A
TCM45-100CR002-75-4F 10 02 10 25 75 4 A
TCM45-100CR005-75-4F 10 05 10 25 75 4 A
TCM45-100CR010-75-4F 10 1.0 10 25 75 4 A
TCM45-100CR005-100-4F 10 05 10 30 100 4 A
TCM45-100CR010-100-4F 10 1.0 10 30 100 4 A
TCM45-120CR005-75-4F 12 05 12 30 75 4 A
TCM45-120CR010-75-4F 12 1.0 12 30 75 4 A
TCM45-120CR005-100-4F 12 05 12 30 100 4 A
TCM45-120CR010-100-4F 12 1.0 12 30 100 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B108
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T—L.TIME Cermet End Mill

For Steel,Alloy Steel,Cast Iron

=
Cermet Ball Nose End MillHRrc4s) Lik* (%

2FLUTES BALL NOSE

Cobalt VEICIETS
0% Cermet
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Cast Iron Titanium
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys
(] o (]

Order No. d(mm) Le(mm) L(mm) Flutes
TCM45-040B-50-2F 4 2.0 4 8 50 2 A
TCM45-050B-50-2F 5 25 5 10 50 2 A
TCM45-060B-50-2F 6 3.0 6 12 50 2 A
TCM45-060B-75-2F 6 3.0 6 12 75 2 A
TCM45-080B-60-2F 8 4.0 8 16 60 2 A
TCM45-080B-75-2F 8 4.0 8 16 73 2 A
TCM45-100B-75-2F 10 5.0 10 20 75 2 A
TCM45-100B-100-2F 10 5.0 10 20 100 2 A
TCM45-120B-75-2F 12 6.0 12 24 75 2 A
TCM45-120B-100-2F 12 6.0 12 24 100 2 A
Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B109
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TGTIME Carbide End Mill Cutter
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For Die Steel, Hardened Steel
High Speed and High Hardness Square End Millsrees o] =] L
gh Speed and High Hardness Square End Millsress) K
4FLUTES SQUARE [2.5D]
2\ 4 oba R ALDUA 3
j & 0% 6 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened . . o
Cast lron Steel Steel Stainless Heat Resistant Titanium
<HRC35 HRC32-48 HRCA48-55 HRC55-65 Steel Material Alloys
o (] ([

Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock
TOTIME65-H010S-50-4F-2.5D 1.0 4 25 50 4 A
TOTIME65-H015S-50-4F-2.5D 1.5 4 3.8 50 4 A
TOTIME65-H020S-50-4F-2.5D 2.0 4 5.0 50 4 A
TOTIMEG5-H030S-50-4F-2.5D 3.0 4 8.0 50 4 A
TOTIME65-H040S-50-4F-2.5D 4.0 4 10.0 50 4 A
TOTIME65-H040S-75-4F-2.5D 4.0 4 10.0 75 4 A
TOTIME65-H050S-50-4F-2.5D 5.0 6 12.0 50 4 A
TOTIME65-H060S-50-4F-2.5D 6.0 6 15.0 50 4 A
TOTIME65-H060S-75-4F-2.5D 6.0 6 15.0 75 4 A
TOTIME65-H060S-100-4F-2.5D 6.0 6 15.0 100 4 A
TOTIME65-H080S-60-4F-2.5D 8.0 8 20.0 60 4 A
TOTIME65-H080S-75-4F-2.5D 8.0 8 20.0 75 4 A
TOTIME65-H080S-100-4F-2.5D 8.0 8 20.0 100 4 A
TOTIME65-H100S-75-4F-2.5D 10.0 10 25.0 75 4 A
TOTIME65-H100S-100-4F-2.5D 10.0 10 25.0 100 4 A
TOTIME65-H120S-75-4F-2.5D 12.0 12 30.0 75 4 A
TOTIME65-H120S-100-4F-2.5D 12.0 12 30.0 100 4 A
TOTIME65-H160S-100-4F-2.5D 16.0 16 40.0 100 4 A
TOTIME65-H160S-150-4F-2.5D 16.0 16 40.0 150 4 A
TOTIME65-H200S-150-4F-2.5D 20.0 20 50.0 150 4 A
Tolerance:D<12 -0.02~0 D>12-0.03~0 Recommended Cutﬁr%ogéndﬁgl:g-g%:g
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TGTIME Carbide End Mill Cutter

For Die Steel, Hardened Steel
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High Speed and High Hardness Square End MillinRess) HEO

4 FLUTES SQUARE [3D]

i 0% 6 oF g 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened . _ o
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 HRC32-48 HRC48-55 HRC55-65 Steel Material Alloys
[ J o (]
Order No. d(mm) Lc(mm)
TOTIME65-H010S-50-4F-3D 1.0 4 3.0 50 4 A
TOTIME65-H015S-50-4F-3D 1.5 4 4.5 50 4 A
TOTIME65-H020S-50-4F-3D 2.0 4 6.0 50 4 A
TOTIME65-H030S-50-4F-3D 3.0 4 9.0 50 4 A
TOTIME65-H040S-50-4F-3D 4.0 4 12.0 50 4 A
TOTIME65-H040S-75-4F-3D 4.0 4 12.0 75 4 A
TOTIME65-H050S-50-4F-3D 5.0 6 15.0 50 4 A
TOTIME65-H060S-50-4F-3D 6.0 6 18.0 50 4 A
TOTIME65-H060S-75-4F-3D 6.0 6 18.0 75 4 A
TOTIME65-H060S-100-4F-3D 6.0 6 18.0 100 4 A
TOTIME65-H080S-60-4F-3D 8.0 8 24.0 60 4 A
TOTIME65-H080S-75-4F-3D 8.0 8 24.0 75 4 A
TOTIME65-H080S-100-4F-3D 8.0 8 24.0 100 4 A
TOTIME65-H100S-75-4F-3D 10.0 10 30.0 75 4 A
TOTIME65-H100S-100-4F-3D 10.0 10 30.0 100 4 A
TOTIME65-H120S-75-4F-3D 12.0 12 36.0 75 4 A
TOTIME65-H120S-100-4F-3D 12.0 12 36.0 100 4 A
TOTIME65-H160S-100-4F-3D 16.0 16 48.0 100 4 A
TOTIME65-H160S-150-4F-3D 16.0 16 48.0 150 4 A
TOTIME65-H200S-150-4F-3D 20.0 20 60.0 150 4 PAN
Tolerance:D<12 -0. 02~0 D>12-0.03~0 Recommended Cutﬁr?g;oélgnd%gr?g_g;o(;:g
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T-.TIME Carbide End Mill Cutter

For Die Steel, Hardened Steel
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High Speed and High Hardness Corner Radius End MilljRces) 7| @ o @ME
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® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened . _ -
Cast lron Steel Steel Stainless Heat Resistant Titanium
<HRC35 HRC32-48 HRC48-55 HRC55-65 Steel Material Alloys
[ J [ J ([ J
Order No. D(mm) r(mm) d(mm) Le(mm) L(mm) Flutes Stock

TOTIME65-H010CR001-50-4F-2D 1.0 0.1 4 2 50 4 A
TOTIME65-H010CR002-50-4F-2D 1.0 0.2 4 2 50 4 A
TOTIME65-H015CR001-50-4F-2D 1.5 0.1 4 3 50 4 A
TOTIME65-H015CR002-50-4F-2D 1.5 0.2 4 3 50 4 A
TOTIME65-H020CR001-50-4F-2D 2.0 0.1 4 4 50 4 A
TOTIME65-H020CR002-50-4F-2D 2.0 0.2 4 4 50 4 A
TOTIME65-H020CR005-50-4F-2D 20 0.5 4 4 50 4 A
TOTIME65-H030CR001-50-4F-2D 3.0 0.1 4 6 50 4 A
TOTIME65-HO30CR002-50-4F-2D 3.0 0.2 4 6 50 4 A
TOTIME65-HO30CR003-50-4F-2D 3.0 0.3 4 6 50 4 A
TOTIME65-H030CR005-50-4F-2D 3.0 0.5 4 6 50 4 A
TOTIME65-H040CR002-50-4F-2D 4.0 0.2 4 8 50 4 A
TOTIME65-H040CR003-50-4F-2D 4.0 0.3 4 8 50 4 A
TOTIME65-H040CR005-50-4F-2D 4.0 0.5 4 8 50 4 A
TOTIME65-H040CR010-50-4F-2D 4.0 1.0 4 8 50 4 A
TOTIME65-H050CR002-50-4F-2D 5.0 0.2 6 10 50 4 A
TOTIME65-HO50CR003-50-4F-2D 5.0 0.3 6 10 50 4 A
TOTIME65-HO50CR005-50-4F-2D 5.0 0.5 6 10 50 4 A
TOTIME65-HO50CR010-50-4F-2D 5.0 1.0 6 10 50 4 A
TOTIME65-HO60CR002-50-4F-2D 6.0 0.2 6 12 50 4 A
TOTIME65-H060CR003-50-4F-2D 6.0 0.3 6 12 50 4 A
TOTIMEG65-HO60CR005-50-4F-2D 6.0 0.5 6 12 50 4 A
TOTIME65-HO60CR010-50-4F-2D 6.0 1.0 6 12 50 4 A
TOTIME65-H060CR015-50-4F-2D 6.0 1.5 6 12 50 4 A
TOTIME65-H060CR002-75-4F-2D 6.0 0.2 6 12 75 4 A
TOTIME65-HO60CR003-75-4F-2D 6.0 0.3 6 12 75 4 A
TOTIME65-HO60CR005-75-4F-2D 6.0 0.5 6 12 75 4 A
TOTIME65-H060CR010-75-4F-2D 6.0 1.0 6 12 75 4 A
TOTIME65-H060CR015-75-4F-2D 6.0 1.5 6 12 75 4 A
TOTIME65-HO80CR003-60-4F-2D 8.0 0.3 8 16 60 4 A

A Stock A Non-Stock
Recommended Cutting Conditions B100

Tolerance:D<12 -0. 02~0 D>12-0.03~0
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TﬁTIME Carbide End Mill Cutter

For Die Steel, Hardened Steel

High Speed and High Hardness Corngr Radius End Milleces) 43 &0 i MB

4FLUTES CORNER RADIUS [2D]
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i 9 E 0% 6 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 HRC32-48 HRC48-55 HRC55-65 Steel Material Alloys
[ J [ J [ J
Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes Stock

TOTIME65-H080CR005-60-4F-2D 8 0.5 8 16 60 4 A
TOTIME65-H080CR010-60-4F-2D 8 1.0 8 16 60 4 A
TOTIME65-H080CR015-60-4F-2D 8 1.5 8 16 60 4 A
TOTIME65-H080CR020-60-4F-2D 8 20 8 16 60 4 A
TOTIME65-H080CR003-75-4F-2D 8 0.3 8 16 75 4 A
TOTIME65-H080CR005-75-4F-2D 8 0.5 8 16 75 4 A
TOTIME65-HO80CR010-75-4F-2D 8 1.0 8 16 75 4 A
TOTIME65-HO80CR015-75-4F-2D 8 1.5 8 16 75 4 A
TOTIME65-H080CR020-75-4F-2D 8 2.0 8 16 75 4 A
TOTIME65-H100CR002-75-4F-2D 10 0.2 10 20 75 4 A
TOTIME65-H100CR003-75-4F-2D 10 0.3 10 20 75 4 A
TOTIME65-H100CR005-75-4F-2D 10 0.5 10 20 75 4 A
TOTIME65-H100CR010-75-4F-2D 10 1.0 10 20 75 4 A
TOTIME65-H100CR015-75-4F-2D 10 1.5 10 20 75 4 A
TOTIME65-H100CR020-75-4F-2D 10 2.0 10 20 75 4 A
TOTIME65-H100CR025-75-4F-2D 10 25 10 20 73 4 A
TOTIME65-H100CR030-75-4F-2D 10 3.0 10 20 75 4 A
TOTIME65-H100CR002-100-4F-2D 10 0.2 10 20 100 4 A
TOTIME65-H100CR003-100-4F-2D 10 0.3 10 20 100 4 A
TOTIME65-H100CR005-100-4F-2D 10 0.5 10 20 100 4 A
TOTIME65-H100CR010-100-4F-2D 10 1.0 10 20 100 4 A
TOTIME65-H100CR015-100-4F-2D 10 1.5 10 20 100 4 A
TOTIME65-H100CR020-100-4F-2D 10 2.0 10 20 100 4 A
TOTIME65-H100CR025-100-4F-2D 10 25 10 20 100 4 A
TOTIME65-H100CR030-100-4F-2D 10 3.0 10 20 100 4 A
TOTIME65-H120CR005-75-4F-2D 12 0.5 12 24 75 4 A
TOTIME65-H120CR010-75-4F-2D 12 1.0 12 24 75 4 A
TOTIME65-H120CR015-75-4F-2D 12 1.5 12 24 75 4 A
TOTIME65-H120CR020-75-4F-2D 12 2.0 12 24 75 4 A
TOTIME65-H120CR025-75-4F-2D 12 25 12 24 75 4 A
TOTIME65-H120CR030-75-4F-2D 12 3.0 12 24 75 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B100
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TﬁTIME Carbide End Mill Cutter

For Die Steel, Hardened Steel
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High Speed and High Hardness Corner Radius End Milless 5B K&B

4FLUTES CORNER RADIUS [2D]

i 0% 6 oa g 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened . . o
Castlron Steel Steel Stainless Heat Resistant Titanium
<HRC35 HRC32-48 HRC48-55 HRC55-65 Steel Material Alloys
[ J [ J (]

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes Stock
TOTIME65-H120CR005-100-4F-2D 12 0.5 12 24 100 4 A
TOTIME65-H120CR010-100-4F-2D 12 1.0 12 24 100 4 A
TOTIME65-H120CR015-100-4F-2D 12 1.5 12 24 100 4 A
TOTIME65-H120CR020-100-4F-2D 12 2.0 12 24 100 4 A
TOTIME65-H120CR025-100-4F-2D 12 25 12 24 100 4 A
TOTIME65-H120CR030-100-4F-2D 12 3.0 12 24 100 4 A
TOTIME65-H160CR005-100-4F-2D 16 0.5 16 32 100 4 A
TOTIME65-H160CR010-100-4F-2D 16 1.0 16 32 100 4 A
TOTIME65-H160CR015-100-4F-2D 16 1.5 16 32 100 4 A
TOTIME65-H160CR020-100-4F-2D 16 2.0 16 32 100 4 A
TOTIME65-H160CR025-100-4F-2D 16 25 16 32 100 4 A
TOTIME65-H160CR030-100-4F-2D 16 3.0 16 32 100 4 A
TOTIME65-H160CR005-150-4F-2D 16 0.5 16 32 150 4 A
TOTIME65-H160CR010-150-4F-2D 16 1.0 16 32 150 4 A
TOTIME65-H160CR015-150-4F-2D 16 1.5 16 32 150 4 A
TOTIME65-H160CR020-150-4F-2D 16 2.0 16 32 150 4 A
TOTIME65-H160CR025-150-4F-2D 16 2.5 16 32 150 4 A
TOTIME65-H160CR030-150-4F-2D 16 3.0 16 32 150 4 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B100
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TﬂTIME Carbide End Mill Cutter

For Die Steel, Hardened Steel

High Speed and High Hardness Ball Nose End Millacss) B4 1o @ @ﬂ

2FLUTES BALL NOSE [1.5D]

i) oba R ALDUA ateria
€ 0% 6 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened . . o
Cast lron Steel Steel Stainless Heat Resistant Titanium
<HRC35 HRC32-48 HRC48-55 HRC55-65 Steel Material Alloys
[ J [ J (]

Order No. Lc(mm) L(mm) Flutes
TOTIME65-H020B-50-2F-1.5D 2 1.0 4 3.0 50 2 A
TOTIME65-H020B-75-2F-1.5D 2 1.0 4 3.0 75 2 A
TOTIME65-H030B-50-2F-1.5D 3 1.5 4 4.5 50 2 A
TOTIME65-H030B-75-2F-1.5D 3 1.5 4 4.5 75 2 A
TOTIME65-H040B-50-2F-1.5D 4 2.0 4 6.0 50 2 A
TOTIME65-H040B-75-2F-1.5D 4 2.0 4 6.0 75 2 A
TOTIME65-H050B-50-2F-1.5D 5 25 6 75 50 2 A
TOTIME65-H050B-75-2F-1.5D 5 25 6 7.5 75 2 A
TOTIME65-H050B-100-2F-1.5D 5 25 6 75 100 2 A
TOTIME65-H060B-50-2F-1.5D 6 3.0 6 9.0 50 2 A
TOTIME65-H060B-75-2F-1.5D 6 3.0 6 9.0 75 2 A
TOTIME65-H060B-100-2F-1.5D 6 3.0 6 9.0 100 2 A
TOTIME65-H080B-60-2F-1.5D 8 4.0 8 12.0 60 2 A
TOTIME65-H080B-75-2F-1.5D 8 4.0 8 12.0 75 2 A
TOTIME65-H080B-100-2F-1.5D 8 4.0 8 12.0 100 2 A
TOTIME65-H100B-75-2F-1.5D 10 5.0 10 15.0 75 2 A
TOTIME65-H100B-100-2F-1.5D 10 5.0 10 15.0 100 2 A
TOTIME65-H120B-75-2F-1.5D 12 6.0 12 18.0 75 2 A
TOTIME65-H120B-100-2F-1.5D 12 6.0 12 18.0 100 2 A
TOTIME65-H160B-100-2F-1.5D 16 8.0 16 24.0 100 2 A
TOTIME65-H160B-150-2F-1.5D 16 8.0 16 24.0 150 2 A
TOTIME65-H200B-100-2F-1.5D 20 10.0 20 30.0 100 2 A
TOTIME65-H200B-150-2F-1.5D 20 10.0 20 30.0 150 2 A
Tolerance:R<1.5 -0.01~0 1.5<R<3 -0.015~0 R=3 -0.02~0 A Stock A Non-Stock

Recommended Cutting Conditions B100

B45



TGTIME Carbide End Mill Cutter

For Aluminium Alloys

Square End Mill(HRC48)

3 FLUTES SQUARE

Cobalt
10%

® 1st Recommendation

No
Coating

O2nd Recommendation

Materials

Carbide

Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Aluminium Copper
All
<HRC35 <HRC48 HRC46-55 HRC55-60 Steel Alloys oys
o O

Order No. Flutes
TOTIME48-020AL-50-3F 2 4 6 50 3 A
TOTIME48-030AL-50-3F 3 4 9 50 &) A
TOTIME48-040AL-50-3F 4 4 1 50 3 A
TOTIME48-050AL-50-3F 5 6 13 50 8 A
TOTIME48-060AL-50-3F 6 6 16 50 3 A
TOTIME48-080AL-60-3F 8 8 20 60 3 A
TOTIME48-100AL-75-3F 10 10 25 75 3 A
TOTIME48-120AL-75-3F 12 12 30 73 3 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

B46

Recommended Cutting Conditions B98
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TGTIME Carbide End Mill Cutter

For Aluminium Alloys,Copper Alloys

&
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Square End MillHRc48) HEEEO

3 FLUTES TAC COATING SQUARE [3D]

N 0% 48 oating 0.8 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
CastIron Steel Steel Stainless Aluminium Copper
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys Alloys
(] ([
Order No. d(mm) Flutes

TOTIME48-C010AL-50-3F-3D 1.0 4 3.0 50 3 A
TOTIME48-C015AL-50-3F-3D 1.5 4 4.5 50 8 A
TOTIME48-C020AL-50-3F-3D 2.0 4 6.0 50 3 A
TOTIME48-C030AL-50-3F-3D 3.0 4 9.0 50 3 A
TOTIME48-C040AL-50-3F-3D 4.0 4 12.0 50 3 A
TOTIME48-C040AL-75-3F-3D 4.0 4 12.0 75 3 A
TOTIME48-CO050AL-50-3F-3D 5.0 6 15.0 50 3 A
TOTIME48-C060AL-50-3F-3D 6.0 6 18.0 50 & A
TOTIME48-CO060AL-75-3F-3D 6.0 6 18.0 75 3 A
TOTIME48-C060AL-100-3F-3D 6.0 6 18.0 100 3 A
TOTIME48-C080AL-60-3F-3D 8.0 8 24.0 60 3 A
TOTIME48-C080AL-75-3F-3D 8.0 8 24.0 75 3 A
TOTIME48-C080AL-100-3F-3D 8.0 8 24.0 100 3 A
TOTIME48-C100AL-75-3F-3D 10.0 10 30.0 75 3 A
TOTIME48-C100AL-100-3F-3D 10.0 10 30.0 100 3 A
TOTIME48-C120AL-75-3F-3D 12.0 12 36.0 75 3 A
TOTIME48-C120AL-100-3F-3D 12.0 12 36.0 100 3 A
TOTIME48-C160AL-100-3F-3D 16.0 16 48.0 100 3 A
TOTIME48-C160AL-150-3F-3D 16.0 16 48.0 150 3 A
TOTIME48-C200AL-150-3F-3D 20.0 20 60.0 150 3 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 Recommended CuAttiSntgc(léonﬁt'i\loor:;SBt%%(
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TGTIME Carbide End Mill Cutter

For Aluminium Alloys,Copper Alloys

(2
Py
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=
S
o
m
5
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=
o

Ball Nose End Mill(HRC48) Ve ] T| \nal

2FLUTES BALL NOSE [1.5D]

i oba R O ateria
e 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation

Carbon Steel Alloy Steel Hardened Hardened

Castlron Steel Steel Stainless Aluminium Copper

<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys Alloys
[ J [ J
Order No. R(mm) d(mm) Lc(mm) Flutes

TOTIME48-010ALB-50-2F-1.5D 1.0 0.50 4 1.5 50 2 A
TOTIME48-015ALB-50-2F-1.5D 1.5 0.75 4 2.3 50 2 A
TOTIME48-020ALB-50-2F-1.5D 2.0 1.00 4 3.0 50 2 A
TOTIME48-030ALB-50-2F-1.5D 3.0 1.50 4 4.5 50 2 A
TOTIME48-040ALB-50-2F-1.5D 4.0 2.00 4 6.0 50 2 A
TOTIME48-060ALB-50-2F-1.5D 6.0 3.00 6 9.0 50 2 A
TOTIME48-060ALB-75-2F-1.5D 6.0 3.00 6 9.0 75 2 A
TOTIME48-080ALB-60-2F-1.5D 8.0 4.00 8 12.0 60 2 A
TOTIME48-080ALB-75-2F-1.5D 8.0 4.00 8 12.0 75 2 A
TOTIME48-080ALB-100-2F-1.5D 8.0 4.00 8 12.0 100 2 A
TOTIME48-100ALB-75-2F-1.5D 10.0 5.00 10 15.0 75 2 A
TOTIME48-100ALB-100-2F-1.5D 10.0 5.00 10 15.0 100 2 A
TOTIME48-120ALB-75-2F-1.5D 12.0 6.00 12 18.0 75 2 A
TOTIME48-120ALB-100-2F-1.5D 12.0 6.00 12 18.0 100 2 A
Tolerance:R<3 +0.015 R>3 £0.02 A Stock A\ Non-Stock

Recommended Cutting Conditions B98

B48
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T—L.TIME Carbide End Mill Cutter

For Aluminium Alloys,Copper Alloys

Ball Nose End Mill(HRC48)

2FLUTES BALL NOSE

[2D]

,%_

2Flutes

® 1st Recommendation

No
Coating

O2nd Recommendation

FRCIERS DD

Materials
Carbide

Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Aluminium Copper
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys Alloys
[ J (]
Order No. R(mm) d(mm) Lc(mm) Flutes

TOTIME48-010ALB-50-2F-2D 1.0 0.50 4 2 50 2 A
TOTIME48-015ALB-50-2F-2D 1.5 0.75 4 3 50 2 A
TOTIME48-020ALB-50-2F-2D 2.0 1.00 4 4 50 2 A
TOTIME48-030ALB-50-2F-2D 3.0 1.50 4 6 50 2 A
TOTIME48-040ALB-50-2F-2D 4.0 2.00 4 8 50 2 A
TOTIME48-060ALB-50-2F-2D 6.0 3.00 6 12 50 2 A
TOTIME48-060ALB-75-2F-2D 6.0 3.00 6 12 75 2 A
TOTIME48-080ALB-60-2F-2D 8.0 4.00 8 16 60 2 A
TOTIME48-080ALB-75-2F-2D 8.0 4.00 8 16 75 2 A
TOTIME48-080ALB-100-2F-2D 8.0 4.00 8 16 100 2 A
TOTIME48-100ALB-75-2F-2D 10.0 5.00 10 20 75 2 A
TOTIME48-100ALB-100-2F-2D 10.0 5.00 10 20 100 2 A
TOTIME48-120ALB-75-2F-2D 12.0 6.00 12 24 75 2 A
TOTIME48-120ALB-100-2F-2D 12.0 6.00 12 24 100 2 A

Tolerance:R<3 0. 015

R>3 0. 02

B49

A Stock A Non-Stock
Recommended Cutting Conditions B98




TGTIME Carbide End Mill Cutter

For Alloy Steel,Hardened Steel

B ¥

Variable Lead Roughingumess)

4 FLUTES ROUGHING

i
i Vi

B0

. 0% oating 0.6 arbide Materia
® 1st Recommendation O2nd Recommendation
S Castiron. | AlloyStee Motel | Steel sta -
ainless Heat Resistant Titanium
<HRC35 <HRC48 HRC48-55 HRC55-65 Steel Material Alloys
@ [ J o
Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock
TOTIME3839-060R-S-4F 6 6 15 50 4 A
TOTIME3839-080R-S-4F 8 8 20 60 4 A
TOTIME3839-100R-S-4F 10 10 30 75 4 A
TOTIME3839-120R-S-4F 12 12 32 75 4 A
TOTIME3839-160R-S-4F 16 16 45 100 4 A
TOTIME3839-200R-S-4F 20 20 50 100 4 A

Tolerance:D<8 0~0.01

D>8 0~0.02

B50

A Stock

A\ Non-Stock

Recommended Cutting Conditions B101
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TGTIME Carbide End Mill Cutter

For Graphite

Diamond Coating Square End Mill oo 2] L I

4 FLUTES SQUARE

i oba R Diamond ateria
! 4 e 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened
Cast Iron Steel Steel Stainless )
Steel Graphite Aluminum
<HRC35 HRC32-48 HRC48-55 HRC55-65
o O
Order No. d(mm)
TDIA-010S-50-4F 1 4 3 50 4 A
TDIA-020S-50-4F 2 4 6 50 4 A
TDIA-030S-50-4F 3 4 9 50 4 A
TDIA-040S-50-4F 4 4 12 50 4 A
TDIA-040S-60-4F 4 4 12 60 4 A
TDIA-040S-75-4F 4 4 12 75 4 A
TDIA-040S-100-4F 4 4 20 100 4 A
TDIA-060S-50-4F 6 6 20 50 4 A
TDIA-060S-60-4F 6 6 20 60 4 A
TDIA-060S-75-4F 6 6 25 75 4 A
TDIA-060S-100-4F 6 6 30 100 4 A
TDIA-060S-150-4F 6 6 40 150 4 A
TDIA-080S-50-4F 8 8 20 50 4 A
TDIA-080S-60-4F 8 8 20 60 4 A
TDIA-080S-75-4F 8 8 30 75 4 A
TDIA-080S-100-4F 8 8 30 100 4 A
TDIA-080S-150-4F 8 8 40 150 4 A
TDIA-100S-60-4F 10 10 25 60 4 A
TDIA-100S-75-4F 10 10 30 75 4 A
TDIA-100S-100-4F 10 10 30 100 4 A
TDIA-100S-150-4F 10 10 40 150 4 A
TDIA-120S-100-4F 12 12 40 100 4 A
TDIA-120S-150-4F 12 12 50 150 4 A
TDIA-120S-180-4F 12 12 50 180 4 A
Tolerance:D<6 -0.02~0 6<D<12 -0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B120

B51



TOTIVIE coviee oo icune 2
For Graphite
Diamond Coating Corner Radius End Mill LEem

4FLUTES CORNER RADIUS

A\, Oba R Dia ond diefild
| 4 e 0% 48 oa g 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened
Cast lron Steel Steel Stainless . .
Steel Graphite Aluminum

<HRC35 HRC32-48 HRC48-55 HRC55-65
o O

Order No. r(mm) d(mm)
TDIA-030CR002-60-4F 3 0.2 3 10 60 4 A

TDIA-030CR002-75-4F 3 0.2 3 10 75 4

TDIA-030CR002-100-4F 3 0.2 3 10 100 4 A
TDIA-030CR003-60-4F 3 0.3 3 10 60 4 A
TDIA-030CR005-60-4F 3 0.5 3 10 60 4 A
TDIA-030CR005-75-4F 3 0.5 3 10 75 4 A
TDIA-030CR005-100-4F 3 0.5 3 10 100 4 A
TDIA-040CR001-40-4F 4 0.1 4 6 40 4 A
TDIA-040CR002-50-4F 4 0.2 4 6 50 4 A
TDIA-040CR002-60-4F 4 0.2 4 12 60 4 A
TDIA-040CR002-75-4F 4 0.2 4 20 75 4 A
TDIA-040CR002-100-4F 4 0.2 4 20 100 4 A
TDIA-040CR005-50-4F 4 0.5 4 6 50 4 A
TDIA-040CR005-60-4F 4 0.5 4 12 60 4 A
TDIA-040CR005-75-4F 4 0.5 4 12 75 4 A
TDIA-040CR005-100-4F 4 0.5 4 20 100 4 A
TDIA-060CR003-75-4F 6 0.3 6 20 75 4 A
TDIA-060CR003-100-4F 6 0.3 6 30 100 4 A
TDIA-060CR005-60-4F 6 0.5 6 20 60 4 A
TDIA-060CR005-75-4F 6 0.5 6 20 75 4 A
TDIA-060CR005-100-4F 6 0.5 6 25 100 4 A
TDIA-080CR003-75-4F 8 0.3 8 25 75 4 A
TDIA-080CR003-100-4F 8 0.3 8 30 100 4 A

Tolerance:D<6 -0.02~0 6=<D<12 -0.03~0 A Stock A Non-Stock
Recommended Cutting Conditions B120

B52
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TﬂTIME Carbide End Mill Cutter

For Graphite

Diamond Coating Corner Radius End Mill B3 {4 22 b S

4FLUTES CORNER RADIUS

NI oba R Diamond ateria
i 4 e A 48 0a g 0 arbide
® 1st Recommendation 0O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened
Cast Iron Steel Steel Stainless )
Steel Graphite Aluminum
<HRC35 HRC32-48 HRC48-55 HRC55-65
L) O
Order No. d(mm) Lc(mm) Flutes
TDIA-080CR005-75-4F 8 0.5 8 30 75 4 A
TDIA-080CR005-100-4F 8 0.5 8 30 100 4 A
TDIA-080CR005-150-4F 8 0.5 8 40 150 4 A
TDIA-100CR005-75-4F 10 0.5 10 25 75 4 A
TDIA-100CR005-100-4F 10 0.5 10 30 100 4 A
TDIA-100CR005-150-4F 10 0.5 10 40 150 4 A
TDIA-120CR005-100-4F 12 0.5 12 30 100 4 A
TDIA-120CR005-150-4F 12 0.5 12 40 150 4 A

Tolerance:D<6 -0.02~0 6<D=<12 -0.03~0 A Stock A Non-Stock

Recommended Cutting Conditions B120

B53



TGTIME Carbide End Mill Cutter

For Graphite
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Diamond Coating Ball Nose End Mill i &1\ nat

2FLUTES BALL NOSE

H—-—-—- &@ ronspms

L
; . oba R Diamond ateria
0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Die Steel Hardened Hardened
Cast Iron Steel Steel Stainless )
Steel Graphite Aluminum
<HRC35 HRC32-48 HRC48-55 HRC55-65
o O
Order No. R(mm) d(mm) L(mm)

TDIA-030B-50-2F 3 1.5 3 6 50 2 A
TDIA-030B-60-2F 3 1.5 3 6 60 2 A
TDIA-030B-75-2F 3 1.5 3 6 75 2 A
TDIA-030B-100-2F 3 1.5 3 6 100 2 A
TDIA-040B-50-2F 4 20 4 8 50 2 A
TDIA-040B-60-2F 4 2.0 4 8 60 2 A
TDIA-040B-75-2F 4 2.0 4 8 75 2 A
TDIA-040B-100-2F 4 2.0 4 10 100 2 A
TDIA-060B-60-2F 6 3.0 6 12 60 2 A
TDIA-060B-75-2F 6 3.0 6 12 {45 2 A
TDIA-060B-100-2F 6 3.0 6 16 100 2 A
TDIA-060B-150-2F 6 3.0 6 20 150 2 A
TDIA-080B-75-2F 8 4.0 8 16 75 2 A
TDIA-080B-100-2F 8 4.0 8 16 100 2 A
TDIA-080B-150-2F 8 4.0 8 30 150 2 A
TDIA-100B-100-2F 10 5.0 10 20 100 2 A
TDIA-100B-150-2F 10 5.0 10 30 150 2 A
TDIA-120B-100-2F 12 6.0 12 30 100 2 A
TDIA-120B-150-2F 12 6.0 12 30 150 2 A
Tolerance:R<<3 -0.02~0 3<R<6 -0.03~0 A Stock A\ Non-Stock

Recommended Cutting Conditions B120
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T'—_.TIME Carbide End Mill Cutter

For CFRP

Diamond Coating Square End Mill

Square End Mill

P £y 1
a S o

@® Features
1. Finishing and rough integrated wear-resistant diamond coating.

2. The left and right front and back teeth, and the bottom edge can be cut in layers.
3. Improve the smoothness of the product while achieving efficient processing.

@ Application

Suitable for aramid honeycomb, carbon fiber T300 T700 T800, glass fiber, and carbon
composite materials.

Order No. d (mm) Lc(mm) L (mm) Flutes
TCCF010S-50-3F 1.0 4 3 50 3 A
TCCF015S-50-3F 1.5 4 4 50 3 A
TCCF020S-50-3F 2.0 4 6 50 3 A
TCCF030S-50-4F 3.0 4 9 50 4 A
TCCF040S-50-4F 4.0 4 12 50 4 A
TCCF050S-50-4F 5.0 6 15 50 4 A
TCCF060S-50-4F 6.0 6 18 50 4 A
TCCF080S-75-6F 8.0 8 32 75 6 A
TCCF100S-75-6F 10.0 10 30 75 6 A
TCCF100S-100-6F 10.0 10 30 100 6 A
TCCF120S-80-5F 12.0 12 36 80 5 A
TCCF120S-100-5F 12.0 12 48 100 5 A

A Stock A Non-Stock

B55



TGTIME Carbide End Mill Cutter

For CFRP,GFRP

Diamond Coating Square End Mill [ B]]

Square End Mill

® Features

1.Medium and rough integrated wear-resistant diamond coating.

2. U-shaped groove with alternating teeth, finishing and rough integrated groove.
3. Achieve efficient processing while improving product smoothness.

@ Application

Suitable for composite materials of aramid fiber, carbon fiber T300, PEEK polymer materials.

Order No. D (mm) d(mm) Lc (mm) L (mm) Flutes Stock
TRFCF030S-50-4F 3.0 4 9 50 4 A
TRFCF040S-50-4F 4.0 4 10 50 4 A
TRFCF050S-60-4F 5.0 6 15 60 4 A
TRFCF060S-60-4F 6.0 6 18 60 4 A
TRFCF080S-75-4F 8.0 8 30 75 4 A
TRFCF100S-80-4F 10.0 10 30 80 4 A
TRFCF120S-80-4F 12.0 12 35 80 4 A

A Stock A Non-Stock

B56
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T—L.TIME Carbide End Mill Cutter

For Aluminium Alloys,Copper Alloys

Micro Square End Mill

QI  olur

2FLUTES SQUARE
W
d I - — - - - D
L i
Lc _ i
L -
i oba = ateria
. = 0% 48 oF g 0 arbide
@® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast lron Steel Steel Stainless Aluminium Copper
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys Alloys
[ J [ J
Order No. Lc(mm) Flutes
TMALSO010-2F 0.10 4 0.2 50 2 A
TMALSO015-2F 0.15 4 0.3 50 2 A
TMALS020-2F 0.20 4 0.4 50 2 A
TMALS025-2F 0.25 4 0.5 50 2 A
TMALSO030-2F 0.30 4 0.6 50 2 A
TMALS035-2F 0.35 4 0.7 50 2 A
TMALS040-2F 0.40 4 0.8 50 2 A
TMALS045-2F 0.45 4 0.9 50 2 A
TMALSO050-2F 0.50 4 1.0 50 2 A
TMALS060-2F 0.60 4 12 50 2 A
TMALSO070-2F 0.70 4 14 50 2 A
TMALSO080-2F 0.80 4 1.6 50 2 A
TMALS090-2F 0.90 4 1.8 50 2 A
Tolerance:D<12 -0. 02~0 D>12-0.03~0 A Stock A\ Non-Stock

B57

Recommended Cutting Conditions B103



TGTIME Carbide End Mill Cutter

For Aluminium Alloys,Copper Alloys

Micro Corner Radius End Mill KM

2FLUTES CORNER RADIUS

® 1st Recommendation

o
40

O2nd Recommendation

arplidae

Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Aluminium Copper
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys Alloys
(] o
Order No. Lc(mm) L(mm) Flutes

TMALCRO0202-2F 0.2 0.02 4 0.4 50 2 A
TMALCRO0205-2F 0.2 0.05 4 0.4 50 2
TMALCRO0305-2F 0.3 0.05 4 0.6 50 2 A
TMALCRO0310-2F 0.3 0.10 4 0.6 50 2 A
TMALCRO0405-2F 0.4 0.05 4 0.8 50 2 A
TMALCRO0410-2F 0.4 0.10 4 0.8 50 2 A
TMALCRO0505-2F 0.5 0.05 4 1.0 50 2 A
TMALCR0510-2F 0.5 0.10 4 1.0 50 2 A
TMALCRO0605-2F 0.6 0.05 4 1.2 50 2 A
TMALCRO0610-2F 0.6 0.10 4 1.2 50 2 A
TMALCRO0705-2F 0.7 0.05 4 14 50 2 A
TMALCRO0710-2F 0.7 0.10 4 1.4 50 2 A
TMALCRO0805-2F 0.8 0.05 4 1.6 50 2 A
TMALCRO0810-2F 0.8 0.10 4 1.6 50 2 A

B58

Recommended Cutting Conditions B103

A Stock A\ Non-Stock
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TOTIME Carbide End Mill Cutter

For Aluminium Alloys,Copper Alloys

Micro Ball Nose End Mill

2FLUTES BALL NOSE

MG
] T e

0% 48 oating 0 arbide
@® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Aluminium Copper
<HRC35 <HRC48 HRC48-55 HRC55-60 Steel Alloys Alloys
o o
Order No. D(mm) R(mm) Flutes
TMALBO020-2F 0.2 0.10 4 04 50 2 A
TMALBO030-2F 0.3 0.15 4 0.6 50 2 A
TMALBO040-2F 0.4 0.20 4 0.8 50 2 A
TMALBO050-2F 0.5 0.25 4 1.0 50 2 A
TMALBO060-2F 0.6 0.30 4 1.2 50 2 A
TMALBO070-2F 0.7 0.35 4 1.4 50 2 A
TMALBO080-2F 0.8 0.40 4 1.6 50 2 A
A stock A Non-Stock

B59

Recommended Cutting Conditions B103
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TOTIMIE camice na i cutter ==
For Carbon Steel,Cast Iron,Alloy Steel,Stainless Steel E G
P . MG Zz
Micro Square End Mil ERHERm

2FLUTES SQUARE

..LC —
Lo = -
LY oba R AP ateria
€ 0% 48 oating 0.8 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Castlron Steel Steel Stainless Aluminium Copper
<HRC35 HRC35-45 HRC45-55 HRC55-60 Steel Alloys Alloys
() ([ (]
Order No.
TMUSO010-2F 0.10 4 0.2 50 2 A
TMUS015-2F 0.15 4 0.3 50 2 A
TMUS020-2F 0.20 4 0.4 50 2 A
TMUS025-2F 0.25 4 0.5 50 2 A
TMUSO030-2F 0.30 4 0.6 50 2 A
TMUS035-2F 0.35 4 0.7 50 2 A
TMUSO040-2F 0.40 4 0.8 50 2 A
TMUS045-2F 0.45 4 0.9 50 2 A
TMUSO050-2F 0.50 4 1.0 50 2 A
TMUS060-2F 0.60 4 1.2 50 2 A
TMUSO070-2F 0.70 4 1.4 50 2 A
TMUSO080-2F 0.80 4 1.6 50 2 A
TMUS090-2F 0.90 4 1.8 50 2 A

A Stock A\ Non-Stock
Recommended Cutting Conditions B104
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TGTIME Carbide End Mill Cutter
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For Carbon Steel,Cast Iron,Alloy Steel,Stainless Steel

Micro Corner Radius End Mill

2FLUTES CORNER RADIUS

2 07 I3

MG
@] Tl o

i R AP e

0% 48 oating 0.8 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast lron Steel Steel Stainless Aluminium Copper
<HRC35 HRC35-45 HRC45-55 HRC55-60 Steel Alloys Alloys
([ ] ([ o
Order No. Lc(mm) L(mm) Flutes

TMUCRO0202-2F 0.2 0.02 4 0.4 50 2 A
TMUCRO0205-2F 0.2 0.05 4 0.4 50 2 A
TMUCRO0305-2F 0.3 0.05 4 0.6 50 2 A
TMUCRO0310-2F 0.3 0.10 4 0.6 50 2 A
TMUCRO0405-2F 0.4 0.05 4 0.8 50 2 A
TMUCRO0410-2F 0.4 0.10 4 0.8 50 2 A
TMUCRO0505-2F 0.5 0.05 4 1.0 50 2 A
TMUCRO0510-2F 0.5 0.10 4 1.0 50 2 A
TMUCRO0605-2F 0.6 0.05 4 1.2 50 2 A
TMUCRO0610-2F 0.6 0.10 4 1.2 50 2 A
TMUCRO0705-2F 0.7 0.05 4 14 50 2 A
TMUCRO0710-2F 0.7 0.10 4 1.4 50 2 A
TMUCRO0805-2F 0.8 0.05 4 1.6 50 2 A
TMUCRO0810-2F 0.8 0.10 4 1.6 50 2 A

A Stock A\ Non-Stock
Recommended Cutting Conditions B104
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Tf—.TIME Carbide End Mill Cutter

For Carbon Steel,Cast Iron,Alloy Steel,Stainless Steel

2 0 I3

Micro Ball Nose End Mill

2FLUTES BALL NOSE

MG
BLIASO

0% 48 oating 0.8 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Aluminium Copper
<HRC35 HRC35-45 HRC45-55 HRC55-60 Steel Alloys Alloys
[ J ([ o
Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes
TMUBO020-2F 0.2 0.10 4 0.4 50 2 A
TMUBO030-2F 0.3 0.15 4 0.6 50 2 A
TMUBO040-2F 0.4 0.20 4 0.8 50 2 A
TMUBO050-2F 0.5 0.25 4 1.0 50 2 A
TMUBO060-2F 0.6 0.30 4 1.2 50 2 A
TMUBO070-2F 0.7 0.35 4 1.4 50 2 A
TMUBO080-2F 0.8 0.40 4 1.6 50 2 A
A stock A Non-Stock

B62

Recommended Cutting Conditions B104
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TGTIME Carbide End Mill Cutter

For Hardend Steel

Micro Square End Mill

2FLUTES SQUARE

® 1st Recommendation

X6H
Coating

O2nd Recommendation

il @] 7] e
XﬁH

Materials
Carbide

B63

Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Aluminium Copper
<HRC35 HRC35-45 HRC48-55 HRC55-60 Steel Alloys Alloys
[ J [ J
Order No.
TMHSO010-2F 0.10 4 0.2 50 2 A
TMHSO015-2F 0.15 4 0.3 50 2 A
TMHS020-2F 0.20 4 0.4 50 2 A
TMHS025-2F 0.25 4 0.5 50 2 A
TMHSO030-2F 0.30 4 0.6 50 2 A
TMHSO035-2F 0885 4 0.7 50 2 A
TMHS040-2F 0.40 4 0.8 50 2 A
TMHS045-2F 0.45 4 0.9 50 2 A
TMHSO050-2F 0.50 4 1.0 50 2 A
TMHS060-2F 0.60 4 1.2 50 2 A
TMHSO070-2F 0.70 4 1.4 50 2 A
TMHSO080-2F 0.80 4 1.6 50 2 A
TMHS090-2F 0.90 4 1.8 50 2 A
A Stock A\ Non-Stock

Recommended Cutting Conditions B105



T—L.TIME Carbide End Mill Cutter

For Hardend Steel

Micro Corner Radius End Mill [I[Z) 20 L3 A"

2FLUTES CORNER RADIUS

® 1st Recommendation

Q
46

O2nd Recommendation
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B64

Carbon Steel Alloy Steel Hardened Hardened
Cast Iron Steel Steel Stainless Aluminium Copper
<HRC35 HRC35-45 HRC48-55 HRC55-60 Steel Alloys Alloys
L L d
Order No. d(mm) L(mm) Flutes
TMHCR0202-2F 0.2 0.02 04 50 2 A
TMHCR0205-2F 0.2 0.05 0.4 50 2 A
TMHCRO0305-2F 0.3 0.05 0.6 50 2 A
TMHCR0310-2F 0.3 0.10 0.6 50 2 A
TMHCR0405-2F 04 0.05 0.8 50 2 A
TMHCR0410-2F 0.4 0.10 0.8 50 2 A
TMHCRO0505-2F 05 0.05 1.0 50 2 A
TMHCRO0510-2F 05 0.10 1.0 50 2 A
TMHCRO0605-2F 0.6 0.05 1.2 50 2 A
TMHCR0610-2F 0.6 0.10 1.2 50 2 A
TMHCRO705-2F 07 0.05 1.4 50 2 A
TMHCRO710-2F 0.7 0.10 1.4 50 2 A
TMHCRO0805-2F 0.8 0.05 1.6 50 2 A
TMHCR0810-2F 0.8 0.10 1.6 50 2 A
A stock A Non-Stock

Recommended Cutting Conditions B105




TGTIME Carbide End Mill Cutter

For Hardend Steel
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Micro Ball Nose End Mill S| Lxsr| T| \Ulna

2FLUTES BALL NOSE

i oba R 6 ateria
= 0% 48 oating 0 arbide
® 1st Recommendation O2nd Recommendation
Carbon Steel Alloy Steel Hardened Hardened
Cast lron Steel Steel Stainless Aluminium Copper
<HRC35 HRC35-45 HRC48-55 HRC55-60 Steel Alloys Alloys
([ ([
Order No. R(mm) Flutes
TMHBO020-2F 0.2 0.10 4 0.4 50 2 A
TMHBO030-2F 0.3 0.15 4 0.6 50 2 A
TMHBO040-2F 04 0.20 4 0.8 50 2 A
TMHBO050-2F 0.5 0.25 4 1.0 50 2 A
TMHBO060-2F 0.6 0.30 4 1.2 50 2 A
TMHBO070-2F 0.7 0.35 4 1.4 50 2 A
TMHBO080-2F 0.8 0.40 4 1.6 50 2 A

A Stock /\ Non-Stock
Recommended Cutting Conditions B105
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TﬂTIME Carbide End Mill Cutter

For High Hardened Steels(<HRC65) E
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ZSTNB20..-..-. seris %%QQ

2FLUTE, TAPERNECK BACKDRAFT TYPE

The effective neck length shown is not an exact value and to avoid contact with the workpiece, we recommend the user control the
precise value of this length.

ods f — - | [T T —— Y] D \'L.‘
—Back Taper BE‘

on edge 3~5 | Aol

XR2 or higher is not applied to Back draft type.

Dimension(mm) Effective Neck Length
Order No.
d2 062 1° 1 1.5°| 2° 32
ZSTNB2002-1-04 1.0 | 04 0.18 1.35 |1109| 15 [ 1.7 [ 1.8 | 2.0 | 2.3 A
ZSTNB2002-1.5-04 15| 04 0.19 1.77 |104| 20 | 22 | 24 | 26 | 2.9 A
0.10 | 0.20 0.15]0.17 50 4
ZSTNB2002-2-09 201 0.9 0.23 1.10 [10.1| x 28 | 3.1 | 34 | 39 A
ZSTNB2002-2.5-09 25| 0.9 0.24 1.10 | 9.6 X 33|37 |40 | 45 A
ZSTNB2003-2-04 20| 04 0.29 219 [10.0| 25 | 28 | 3.0 | 3.2 | 3.5 A
ZSTNB2003-3-09 0.15(0.30| 3.0 [ 0.9 [0.25[0.28|0.36| 50 4 1120 9.3 X 38 |42 | 45| 51 A
ZSTNB2003-4-09 4.0 [ 0.9 0.39 1.20 | 8.6 X 48 [ 53 | 57 | 6.3 A
ZSTNB2004-2-04 20| 04 0.39 2.20 [10.0| 25| 28 | 3.0 | 3.2 | 3.5 A
ZSTNB2004-3-04 3.0 04 0.41 244 | 91 | 36 | 39 | 41 | 44 | 48 A
ZSTNB2004-4-04 40 04 0.42 244 | 84 | 47 | 52 | 56 | 5.9 | 6.5 A
0.20 | 0.40 0.30 | 0.37 50 4
ZSTNB2004-4-09 4.0 [ 0.9 0.49 1.25 | 85 X 48 [ 53 | 57 | 6.3 A
ZSTNB2004-5-04 50| 04 0.44 244 | 78 | 57 | 63 | 6.7 | 71 | 7.7 A
ZSTNB2004-5-09 501 0.9 0.52 125 | 7.9 X 59 | 64|68 |75 A
ZSTNB2005-4-04 40| 04 0.52 249 | 84 | 46 | 50| 53| 55|59 A
ZSTNB2005-8-09 0.25(0.50| 8.0 [ 0.9 [0.35[0.47[0.71| 50 4 1130 | 6.5 X 89 | 9.6 |10.1]10.9 A
ZSTNB2005-12-09 12.0( 0.9 0.84 1.30 | 5.3 X |13.0|13.9|14.5(15.4 A
ZSTNB20054-2-04 2.0 0.54 1.80 |10.0| 2.3 | 25 | 2.7 | 2.8 | 3.0 A
ZSTNB20054-4-04 4.0 0.57 180 | 84 | 45|49 |52 |55 |59 A
ZSTNB20054-5-04 5.0 0.59 180 | 78 | 55|60 (63|66 |71 A
0.27 | 0.54 0.4 |0.37(0.52 50 4
ZSTNB20054-6-04 6.0 0.60 180 | 72|67 |73 |78 82|88 A
ZSTNB20054-6.5-04 6.5 0.61 180 | 70| 72|79 |83 |87 |94 A
ZSTNB20054-7-04 7.0 0.61 180 | 6.8 | 7.7 | 84 | 89 | 9.3 |10.0 A
ZSTNB2006-2-04 2.0 0.59 217 [10.0| 24 | 25 | 2.7 | 2.8 | 3.0 A
ZSTNB2006-4-04 40| 04 0.62 254 | 84|46 |50 | 52|55 (59 A
ZSTNB2006-6-04 6.0 0.65 254 (72 (68|74 |78 82|88 A
ZSTNB2006-6-09 6.0 00 0.75| 50 4 1135 | 7.3 X 69 | 75|79 | 86 A
ZSTNB2006-8-09 8.0 ’ 0.81 1.35 | 6.4 X 89 | 9.6 |10.1]10.9 A
0.30 | 0.60 0.40 | 0.57
ZSTNB2006-10-04 10.0( 0.4 0.70 254 | 56 (10.8|11.7|12.2|12.7|13.5 A
ZSTNB2006-10-09 10.0 0.9 0.87 1.35 | 5.7 X |11.0]11.8|12.3[13.2 A
ZSTNB2006-12-09 12.0 ’ 0.93 1.35 | 5.2 X |113.0|13.9|14.5(15.4 A
ZSTNB2006-15-04 15.0| 0.4 0.77| 55 254 | 44 (159(|17.0|17.6|18.2|19.2 A
ZSTNB2006-15-09 15.0( 0.9 1.03 1.35 | 45 X |16.1|17.1|17.7(18.8 A
. icati A Stock A Non-Stock
%mz ;‘:z:;ﬁg:ze X These tools are manufactured based on order received. =~ Recommended Cutting Conditions B111~B114
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TQTIME Carbide End Mill Cutter

For High Hardened Steels(<HRC65) E

ZSTNB20..-..-. seris %%QQ

2FLUTE, TAPERNECK BACKDRAFT TYPE

» If the workpiece has draft angle, the interference length will be longer than the L2.
» Please refer to the effective neck length for the various draft angles
» In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle 62", and should also be referred to

The effective
neck length

Draft angle
g ~

I Interference
anglde) X The effective neck length shown is not an exact value and to
avoid contact with the workpiece, we recommend
the user control the precise value of this length.

Dimension(mm) Effective Neck Length
Order No.
App. L| 62 2°
ZSTNB2008-4-04 4 0.82 264 |83 |46 |49|52|55]|59 A
ZSTNB2008-6-04 6 04 0.85| 50 264 | 71|66 |71|75|77]|83 A
ZSTNB2008-8-09 0.40| 0.8 | 8 0.500.77 | 1.01 4 14563 | x | 89|96 [10.1]10.9 A
ZSTNB2008-12-09 12 | 0.9 1.13| 55 145 |50 | x |13.0[13.9(14.5|15.4 A
ZSTNB2008-16-09 16 1.26 145 | 42| x |17.1]18.1]18.8]|19.9 A
ZSTNB2009-4-04 4 0.91| 50 346 |82 |45 |47 |49 |51 |54 A
ZSTNB2009-8-04 8 0.96 3.46 | 6.1 [ 8.7 | 9.3 | 9.7 [10.0 [ 10.6 A
ZSTNB2009-12-04 12 1.02 % 3.46 | 4.8 [12.9(13.8|14.4|14.9(15.7 A
ZSTNB2009-16-04 16 1.08| 60 3.46 | 4.0 [17.0]18.018.7|19.3[20.5 A
ZSTNB2009-18-04 045109 18 0410601086 1.10 4 3.46 | 3.7 [19.1]20.1|20.9|21.5|23.1 A
ZSTNB2009-20-04 20 1.13| 65 3.46 | 3.4 [21.1]22.2|23.023.6(25.6 A
ZSTNB2009-22-04 22 1.16 3.46 | 3.2 [23.1(24.3|25.1|25.8(28.2 A
ZSTNB2009-24-04 24 1.19| 70 3.46 | 3.0 [25.2(26.4|27.2|27.9| - A
ZSTNB2010-6-04 6 1.01| 50 509(83|68|72|75|78]83 A
ZSTNB2010-8-04 8 | 0.4 1.04 509 | 75|88 93|97 [10.0[10.6 A
ZSTNB2010-10-04 10 1.07| 55 509 | 6.8 [11.0]11.7|12.3[12.7[13.5 A
ZSTNB2010-10-09 10 1.23 27069 | x |[11.2|11.9[12.4[13.2 A
ZSTNB2010-15-09 15 09 1.39| 60 270 | 57| x |16.2|17.1|17.8|18.8 A
ZSTNB2010-20-04 20 | 0.4 1.21 509 | 4.7 [21.2]22.3|23.0|23.6|25.7 A
ZSTNB2010-20-09 20 1.54 65 270 | 48 | x |21.3]|22.4(23.1|24.6 A
ZSTNB2010-25-09 [0.50| 1 | 25 09 0.80(0.94[1.70| 70 | 6 [ 270 | 42 | x |26.4|27.6(28.4(30.8 A
ZSTNB2010-30-04 30 | 0.4 1.35 25 5.09 | 3.6 [31.332.7|33.6|34.8(38.5 A
ZSTNB2010-30-09 30 1.86 270 | 3.7 | x [31.4|32.8(33.7(36.9 A
ZSTNB2010-35-09 35 2.02| 80 270 | 3.3 | x [36.5(38.0|39.0|43.1 A
ZSTNB2010-40-09 40 217 85 270 | 3.0 | x |41.6|43.2|44.4| - A
ZSTNB2010-50-09 50 09 2.49| 95 270 | 25| x |51.7|53.5|555| - A
ZSTNB2010-60-09 60 2.80 | 105 270 | 22| x |61.8|63.8|66.6| - A
ZSTNB2010-70-09 70 3.11| 115 270 |19 | x |71.9|740]| - - A
ZSTNB2015-8-04 8 1.51 7.07 | 73 (89|94 |97 [10.0[10.6 A
ZSTNB2015-10-04 075\ 1.5 10 041351142 1.54 %10 7.07 | 6.6 [10.9[11.5|11.9]|12.2|12.9 A
X No application A Stock /A Non-Stock

¢ X These tools are manufactured based on order received. Recommended Cutting Conditions B111~B114
——No interference
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TQTIME Carbide End Mill Cutter

For High Hardened Steels(<HRC65) E
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ZSTNB20..-..-. seris %%QQ

2FLUTE, TAPERNECK BACKDRAFT TYPE

» If the workpiece has draft angle, the interference length will be longer than the L2.
» Please refer to the effective neck length for the various draft angles
» In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle 62", and should also be referred to

The effective
neck length

Draft angle
g ~

I Interference
anglde) X The effective neck length shown is not an exact value and to
avoid contact with the workpiece, we recommend
the user control the precise value of this length.

Dimension(mm) Effective Neck Length
Order No.
d2 App. L| 62 1° [1.5°
ZSTNB2015-12-04 12 | 0.4 1.57| 55 7.07 | 6.0 [13.0(13.6|14.0|14.4|15.4 A
ZSTNB2015-15-09 15 1.85| 60 389 | 54 | x |16.4|17.2|17.8|18.8 A
ZSTNB2015-20-09 .75 1.5 20 | 0.9 1951142 2.01| 65 6 389 | 45| x |21.4|22.4(23.2|24.7 A
ZSTNB2015-30-09 30 2.32| 75 3.89 | 3.4 | x [31.5(|32.9(33.7(37.0 A
ZSTNB2018-4-04 4 1.76 438 (92|46 |48 |49 |51 |54 A
ZSTNB2018-8-04 8 1.82 %0 6.61|71[86|90|92|94 102 A
ZSTNB2018-12-04 12 1.88| 55 6.61 | 5.8 [12.9]13.5|14.014.4|15.4 A
ZSTNB2018-16-04 16 1.93| 60 6.61 | 4.9 [17.0]17.7|18.3(18.7[20.5 A
ZSTNB2018-20-04 20 1.99 6.61 | 4.3 [21.2]22.3|23.0(23.6(25.6 A
ZSTNB2018-24-04 09|18 | 24 | 04|16 |1.73|2.04 65 6 | 6.61 | 3.8 (25.3|26.5|27.3(27.9(30.8 A
ZSTNB2018-28-04 28 2.10 20 6.61 | 3.4 [29.4(30.6|31.5|32.4(35.9 A
ZSTNB2018-32-04 32 2.15 6.61 | 3.0 [33.4|34.8(35.7(37.1| - A
ZSTNB2018-36-04 36 2.21| 75 6.61 | 2.8 [37.5(|38.9(39.9(41.7| - A
ZSTNB2018-38-04 38 2.24 6.61 | 2.7 [39.5|41.0|42.0(44.0| - A
ZSTNB2018-40-04 40 2.27 80 6.61 | 2.6 |41.5|43.1|44.2(46.3| - A
ZSTNB2020-8-04 8 2.01| 50 742 | 70|87 ]90|92|95[10.2 A
ZSTNB2020-12-04 12 2.06| 55 7.42 | 5.7 [13.0(13.6|14.0|14.4|15.4 A
ZSTNB2020-16-04 16 04 2.12| 60 7.42 | 48 [17.0]17.7|18.3|18.7|20.5 A
ZSTNB2020-20-04 20 2.18 7.42 | 4.1 [21.3]22.3|23.0(23.6|25.6 A
ZSTNB2020-20-09 20 2.50| 65 424 | 42| x |21.4|22.4(23.2|24.6 A
ZSTNB2020-25-09 25 09 2.65 424 | 36| x |26.5|27.7(285/(30.8 A
ZSTNB2020-30-04 30 | 0.4 2.32 7.42 | 3.1 [31.4(32.7|33.6 |34.8(38.5 A
ZSTNB2020-30-09 10120 30 17 1e2 2.81 e 424 32| x |31.6(32.9(33.7(36.9 A
ZSTNB2020-35-09 35 09 2.97| 75 424 | 28| x |36.6(38.0[39.0| - A
ZSTNB2020-40-04 40 | 0.4 2.46 742 | 25 |41.5(43.1|44.2|46.3| - A
ZSTNB2020-40-09 40 3.12 80 424 | 26| x |41.7|43.2[445]| - A
ZSTNB2020-50-09 50 3.44| 90 424 | 21| x |51.8|53.5[555]| - A
ZSTNB2020-60-09 60 09 3.75| 100 424 | 18| x |61.9|63.8| - - A
ZSTNB2020-70-09 70 4.07 | 110 424 | 16| x |720|74.1| - - A
ZSTNB2030-8-04 8 2.94| 50 8.50 | 6.3 (88| 9.1|93|95][10.3 A
ZSTNB2030-16-04 1530 16 04| 251286 3.05| 55 6 12.52| 4.1 |17.2(17.8[18.3(18.7|20.6 A

A Stock A Non-Stock

L_No fappllcatlon X These tools are manufactured based on order received. ~ Recommended Cutting Conditions B111~B114
——_No interference

B68
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TQTIME Carbide End Mill Cutter

For High Hardened Steels(<HRC65) E

Car

ZSTNB20..-..-. seris %%QQ

2FLUTE, TAPERNECK BACKDRAFT TYPE

» If the workpiece has draft angle, the interference length will be longer than the L2.
» Please refer to the effective neck length for the various draft angles
» In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle 62", and should also be referred to

The effective
neck length

Draft angle
g ~

I Interference
anglde) X The effective neck length shown is not an exact value and to
avoid contact with the workpiece, we recommend
the user control the precise value of this length.

Dimension(mm) Effective Neck Length
Order No.
d2 App. L
ZSTNB2030-20-04 20 0.4 3.10| 60 12,52 3.4 |21.2|122.0|22.6|23.3(25.7 A
ZSTNB2030-30-04 30 ’ 3.24 20 12.52| 2.5 |31.6|32.8|33.7|34.9| - A
ZSTNB2030-30-09 30 | 0.9 3.72 6.95 | 2.6 x |31.8|33.0(33.8| - A
ZSTNB2030-40-04 40 | 0.4 3.38 12.52| 2.0 |41.7|43.2|44.3| - - A
1.5 3 2.5 [2.86 80 | 6
ZSTNB2030-40-09 40 4.04 6.95 | 2.0 x |41.9|43.3| - - A
ZSTNB2030-50-09 50 0.9 4.35| 90 6.95 | 1.7 x |52.0|53.6| - - A
ZSTNB2030-60-09 60 ’ 4.67 | 100 6.95 | 1.4 x |62.1 - - - A
ZSTNB2030-70-09 70 4.98| 110 6.95 | 1.2 x | 721 - - - A
ZSTNB2040-20-10 20 4.28| 70 12.01( 5.0 |20.5|21.6|22.3|22.8(23.5 A
ZSTNB2040-30-10 30 4.63| 80 12.01(3.51|22.0|31.6|32.5|33.2(34.16 A
ZSTNB2040-40-10 2.0 4 40 | 1.0 | 8.0 |3.86(4.98( 90 | 8 [12.01| 2.7 [22.0(42.0(43.4|44.3| - A
ZSTNB2040-50-10 50 5.33 | 100 12.01| 2.2 | 22.0|52.0|53.6 | 54.7 | - A
ZSTNB2040-60-10 60 5.68 | 110 12.01( 1.9 |22.0|62.0|63.8| - - A
ZSTNB2050-30-10 30 5.56 | 80 14.01| 2.8 |25.5|31.7|32.6|33.2| - A
ZSTNB2050-40-10 25 5 40 | 1.0 |10.0|4.86(5.91| 90 | 8 [14.01| 2.1 [25.5(41.7 (42.8|43.5| - A
ZSTNB2050-60-10 60 6.61| 110 14.01| 1.5 [25.5|62.1 - - - A
ZSTNB2060-30-10 30 6.49 ( 80 16.01( 1.9 |29.0|31.8|32.6| - - A
ZSTNB2060-40-10 40 6.84( 90 [ 8 [16.01| 1.5 [29.0(41.8| - - - A
ZSTNB2060-50-10 50 7.19 | 100 16.01( 1.2 [29.0|51.8| - - - A
3.0 6 1.0 | 12.0|5.86
ZSTNB2060-60-10 60 7.54 | 110 16.01( 1.9 |29.0|62.2|63.9| - - A
ZSTNB2060-70-10 70 7.89( 120 [ 10 [16.01| 1.7 [29.0(72.2|74.1 - - A
ZSTNB2060-80-10 80 8.23 | 130 16.01( 1.5 [29.0|82.2| - - - A
ZSTNB2080-50-10 50 9.12 | 110 18.01( 1.2 [32.0|51.9| - - - A
ZSTNB2080-60-10 60 9.47 (120 | 10 [18.01| 1.0 [32.0| - - - - A
4.0 8 1.0 [14.0(7.86
ZSTNB2080-70-10 70 9.82( 130 18.01( 0.9 |32.0| - - - - A
ZSTNB2080-80-10 80 10.16| 140 | 12 | 18.01| 1.5 | 32.0|82.3| - - - A
ZSTNB2100-60-10 60 11.33| 130 22.01| 1.1 |39.0|62.1 - - - A
5.0 | 10 1.0 1 18.0|9.86 12
ZSTNB2100-75-10 75 11.85( 140 22.01] 0.9 |39.0| - - - - A
A Stock A Non-Stock

—X_ No application X These tools are manufactured based on order received. =~ Recommended Cutting Conditions B111~B114
——No interference

W Applicable Working Material M Tolerance
Carbon Steels | Alloy Steels | Prehardened Hardened Steels A Diameter Radius Shank Dia.
(S45C, S55C...)| (SCM, SK...) | Steels(NAK...) opper|Graphite[ ;5251190 | |ajuminum| SLainless
~ HB225 HB225~325 [ HRc30~50 [~Hrc55 SKD61|~Hrc55 SKD11 ) upto6 +0.005
h6é
O O © © (0] over 6 +0.01
O: General Application ©: The most suitable Application % ltems can be changed for quality improvement without notice.
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ZSTNB30..-..-. seriEs %%QQ

3FLUTE, TAPERNECK BACK DRAFT TYPE

The effective neck length shown is not an exact value and to avoid contact with the workpiece, we recommend the user control the
precise value of this length.

ods f — - | [ T —— Y1 D \'L.‘
—Back Taper BE‘

on edge 3~5 \‘m’{

XR2 or higher is not applied to Back draft type.

Dimension(mm) Effective Neck Length
Order No.
d2 App.L| 62 i
ZSTNB3020-8-04 8 2.01| 50 74270 |87|90]92|95]|10.2 A
ZSTNB3020-12-04 12 2.06| 55 7.42 | 5.7 |13.0(13.6[14.0[14.4|15.4 A
ZSTNB3020-16-04 16 04 2.12| 60 742 | 48 |17.0(17.7]18.3(18.7|20.5 A
ZSTNB3020-20-04 20 2.18 7.42 | 41 |21.3(22.3(23.0(23.6|25.6 A
ZSTNB3020-20-09 20 2.50| 65 424 | 42| x |21.4|224(23.2(2456 A
ZSTNB3020-25-09 25 09 2.65 42436 | x |265|27.7(285(30.8 A
ZSTNB3020-30-04 30 | 0.4 2.32 7.42 | 3.1 |31.4(32.7(33.6(34.8|38.5 A
ZSTNB3020-30-09 102 30 17192 2.81 0e 42432 x [31.6(32.9(33.7[36.9 A
ZSTNB3020-35-09 35 09 2.97| 75 424 |28 | x |36.6(38.0[39.0( - A
ZSTNB3020-40-04 40 | 0.4 2.46| 80 742 | 25 |415(43.1|44.2(46.3| - A
ZSTNB3020-40-09 40 3.12| 80 424 |26 | x |41.7|43.2|445| - A
ZSTNB3020-50-09 50 3.44| 90 424 | 21| x |51.8(53.5(|555]| - A
ZSTNB3020-60-09 60 09 3.75| 100 42418 | x |61.9|63.8| - - A
ZSTNB3020-70-09 70 4.07 | 110 42416 | x |72.0|741| - - A
ZSTNB3030-8-04 8 2.94| 50 850 | 6.3 |88 |91[93|95]|10.3 A
ZSTNB3030-16-04 16 3.05| 55 12.52| 4.1 |17.2|17.8|18.3|18.7|20.6 A
ZSTNB3030-20-04 20 04 3.10| 60 12.52| 3.4 |21.2(22.0(22.6|23.3|25.7 A
ZSTNB3030-30-04 30 3.24 12.52| 2.5 |31.6(32.8(33.7|34.9| - A
ZSTNB3030-30-09 30 | 0.9 3.72 70 6.95| 26 | x [31.8[33.0(33.8| - A
ZSTNB3030-40-04 I 40 | 0.4 25 | 286 3.38 6 12.52| 2.0 |41.7 (43.2(44.3| - - A
ZSTNB3030-40-09 40 4.04 80 6.95| 20 | x |41.9[43.3| - - A
ZSTNB3030-50-09 50 435 90 6.95| 17| x |52.0[536| - = A
ZSTNB3030-60-09 60 09 4.67 | 100 6.95| 1.4 | x [621]| - - - A
ZSTNB3030-70-09 70 4.98 | 110 6.95| 12| x |72 - - - A
ZSTNB3040-20-10 20 4.28| 70 12.01| 5.0 |20.5|21.6 [22.3|22.8|23.5 A
ZSTNB3040-30-10 30 4.63| 80 12.01| 3.6 |22.0|31.6 |32.5(|33.2|34.1 A
ZSTNB3040-40-10 20| 4 | 40| 1080 (386/4.98| 90 | 8 |12.01| 2.7 [22.0|42.0|43.4|44.3| - A
ZSTNB3040-50-10 50 5.33| 100 12.01| 2.2 |22.0(52.0|53.6 |54.7| - A
ZSTNB3040-60-10 60 5.68 | 110 12.01| 1.9 |22.0|62.0|63.8| - - A
ZSTNB3050-30-10 30 5.56 | 80 14.01| 2.8 |25.5[31.7[32.633.2| - A
ZSTNB3050-40-10 [ 25 | 5 | 40 [ 1.0 [10.0|4.86|591| 90 | 8 [14.01| 2.1 |25.5|41.7|42.8(435| - A
ZSTNB3050-60-10 60 6.61| 110 12.52| 1.5 |25.5[62.1| - 5 . A
X No application A Stock  /\ Non-Stock

=" X These tools are manufactured based on order received. = Recommended Cutting Conditions B111~B114
——_No interference
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TﬂTIME Carbide End Mill Cutter

For High Hardened Steels(<HRC65) E

ZSTNR..-..-. seriEs %%QQ

2FLUTE, TAPERNECK BACKDRAFT TYPE

The effective neck length shown is not an exact value and to avoid contact with the workpiece, we recommend the user control the
precise value of this length.

!

ods 4 — - — \'Lﬂ
—Back Taper BE»

on edge 1.5~6 \ ol

‘ ) L3

XR2 or higher is not applied to Back draft type.

Dimension(mm) Effective Neck Length
Order No.
8 L| 82 1° |15 | 20 | 3
ZSTNR2002-2-09005 | 0.2 [0.05| 2 | 0.9 [0.15|0.17]|0.23| 50 | 4 | 1.10 [10.0| x | 28| 3.1 |34 |39 A
ZSTNR2004-4-09005 4 | 0.9 0.49 125 |84 | x | 49|53 |57 |63 A
ZSTNR2004-5-09005 0.05 5 | 0.9 0.52 125 |78 | x | 59|64 |68]|75 A
ZSTNR2004-4-0901 04 4 |09 0-30)0.37 0.49 e 125 85| x | 49|53 |57]|6.3 A
ZSTNR2004-5-0901 010 5 | 0.9 0.52 125|179 | x | 59|64 |68]|75 A
ZSTNR2005-5-0901 5 | 0.9 0.62 130 | 78| x | 59|64 |68]|75 A
ZSTNR2005-8-0901 | 0.5 [0.10| 8 | 0.9 |0.35|0.47 |0.71 %0 4 13064 | x | 9.0]97[102]|11.0 A
ZSTNR2005-10-0901 10 | 0.9 0.77| 55 130 [ 5.8 | x |11.0[11.8[12.4]|13.2 A
ZSTNR2006-12-0901 12 | 0.9 0.93 135 |51 | x [13.0[13.9|14.5|15.5 A
ZSTNR2006-15-0901 06 |0.10 15 | 0.9 0-4010.57 1.03 S 135 | 45| x |16.1[17.1[17.8]|18.8 A
ZSTNR2008-6-0402 6 | 0.4 0.85| 50 264 (70|66 |71|75|78]83 A
ZSTNR2008-12-0902 0.8 1020 12 | 0.9 0.5010.77 1.13| 55 4 145 50| x |13.0(13.9[14.5[15.5 A
ZSTNR2010-8-0402 8 |04 1.04 509 | 7.4 (889397 [10.1[10.6 A
ZSTNR2010-10-0902 10 | 0.9 1.23 % 509 | 68 | x |[11.2|11.9[12.4[13.3 A
ZSTNR2010-15-0902 15 | 0.9 1.39| 60 270 |56 | x [16.3]|17.2]17.8(18.8 A
ZSTNR2010-20-0902 0.20| 20 | 0.9 1.54| 65 270 | 48 | x [21.3]|224(23.2(24.7 A
ZSTNR2010-25-0902 25 | 0.9 1.70| 70 270 | 41 | x |26.4|27.6(28.5(30.9 A
ZSTNR2010-30-0902 | 1.0 30 | 0.9 |0.80[0.94|1.86| 75 | 6 | 270 | 3.7 | x |[31.5|32.8(33.7(37.0 A
ZSTNR2010-35-0902 35 | 0.9 2.02| 80 270 | 3.3 | x |36.5|38.0(39.0(43.2 A
ZSTNR2010-8-0403 8 | 0.4 1.04| 55 270 | 7.4 | 88| 9.3 | 9.7 [10.0[10.6 A
ZSTNR2010-15-0903 15 | 0.9 1.39| 60 270 | 5.6 | x |16.3|17.2|17.8(18.8 A
ZSTNR2010-25-0903 030 25 | 0.9 1.70| 70 270 | 42 | x |26.4]|27.6|28.5(30.8 A
ZSTNR2010-30-0903 30 | 0.9 1.86| 75 270 | 3.7 | x |[31.5|32.8(33.7(37.0 A
ZSTNR2015-10-0402 10 | 0.4 1.54| 55 7.07 | 6.4 [11.0/11.5|11.9[12.3[13.0 A
ZSTNR2015-15-0902 15 | 0.9 1.85| 60 7.07 | 53| x |16.4|17.3[17.9]18.9 A
ZSTNR2015-20-0902 0.20| 20 | 0.9 2.01| 65 3.89 | 45| x |21.5|225(23.2(24.9 A
ZSTNR2015-25-0902 1o 25 | 0.9 1351142 2.16| 70 6 3.89 (39| x |26.6]27.7(285(31.0 A
ZSTNR2015-30-0902 30 | 0.9 2.32| 75 3.89 (34 | x |31.6(32.9(33.8|37.1 A
ZSTNR2015-10-0403 0.30| 10 | 0.4 1.54| 55 3.89 | 6.4 [11.0|11.5|11.9[12.3[13.0 A

A Stock A Non-Stock

=X No application X These tools are manufactured based on order received. ~ Recommended Cutting Conditions B115~B116

——_No interference
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2FLUTE, TAPERNECK BACKDRAFT TYPE

» If the workpiece has draft angle, the interference length will be longer than the L2.
» Please refer to the effective neck length for the various draft angles
» In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle 62", and should also be referred to

The effective
neck length

Draft angle
g ~

I Interference
anglde) X The effective neck length shown is not an exact value and to
avoid contact with the workpiece, we recommend
the user control the precise value of this length.

Dimension(mm) Effective Neck Length
Order No.
d2 | L3 02 1°
ZSTNR2015-20-0903 20 2.01| 65 4.5 X |215|225|23.2(24.8 A
ZSTNR2015-25-0903 | 1.5 [ 0.3 | 25 | 0.9 [1.35(1.42|2.16| 70 | 6 | 3.89 | 3.9 X |26.5|27.7|28.5(31.0 A
ZSTNR2015-30-0903 30 2.32| 75 3.4 X [31.6]32.9|33.8]|37.1 A
ZSTNR2020-30-0902 30 2.81| 70 3.1 X [31.6]32.9|33.8|37.2 A
ZSTNR2020-40-0902 0.2 | 40 | 0.9 3.12| 80 2.5 X |41.8|43.3|446| - A
ZSTNR2020-50-0902 50 3.44| 90 742 2.1 X [51.9(53.6|55.7| - A
ZSTNR2020-12-0403 12 | 0.4 2.06 | 55 55 |13.0|13.6|14.1|14.5|15.6 A
ZSTNR2020-20-0903 20 2.50 | 65 4.1 X |1215|225|23.2(24.9 A
ZSTNR2020-30-0903 0.3 | 30 2.81| 70 3.1 X [31.6]32.9|33.8]|37.1 A
ZSTNR2020-40-0903 40 09 3.12| 80 2.5 X | 41.7|43.3|446| - A
ZSTNR2020-50-0903 50 3.44| 90 2.1 X [51.8(53.6|55.7| - A
ZSTNR2020-8-0405 20 8 1.70/11.92 2.01| 50 6 6.8 | 87 | 9.0 | 93|95 104 A
ZSTNR2020-12-0405 12 | 0.4 2.06 | 55 5.6 [13.0|13.6|14.1|14.4[15.5 A
ZSTNR2020-16-0405 16 212 | 60 424 4.7 [(17.0(17.8|18.3|18.7|20.7 A
ZSTNR2020-20-0905 20 2.50 | 65 4.2 X |1215|225|23.2(24.8 A
ZSTNR2020-25-0905 05 25 2.65| 65 3.6 X |26.6|27.7|28.5(30.9 A
ZSTNR2020-30-0905 30 | 0.9 2.81| 70 3.1 X [31.6]32.9|33.8]|37.1 A
ZSTNR2020-40-0905 40 3.12| 80 2.5 X |41.7|43.2|446| - A
ZSTNR2020-50-0905 50 3.44| 90 2.1 X |51.8|53.6|556| - A
ZSTNR2030-40-0902 40 4.04 | 80 2.0 X [42.0(434| - - A
ZSTNR2030-50-0902 0.2 | 50 4.35( 90 1.6 X [52.1]53.7| - - A
ZSTNR2030-60-0902 60 4.67 | 100 1.4 X [622] - - - A
ZSTNR2030-40-0903 40 4.04 | 80 2.0 X |42.0]434| - - A
ZSTNR2030-50-0903 | 3.0 | 0.3 | 50 | 0.9 |2.50 286 435| 90 | 6 | 6.95 | 1.7 X [52.1]53.7| - - A
ZSTNR2030-60-0903 60 4.67 | 100 1.4 X [622] - - - A
ZSTNR2030-40-0905 40 4.04 | 80 2.0 X [42.0(434| - - A
ZSTNR2030-50-0905 0.5 | 50 4.35( 90 1.7 X [52.1]53.7| - - A
ZSTNR2030-60-0905 60 4.67 | 100 1.4 X [62.1 - - - A

A Stock A Non-Stock

—X_No application X These tools are manufactured based on order received. ~ Recommended Cutting Conditions B115~B116

——_No interference

W Applicable Working Material M Tolerance
Carbon Steels | Alloy Steels | Prehardened Hardened Steels i
(S45C, $55C...)| (SCM, SK...) | Steels(NAK...) opper|Graphite[ ;5251190 | |ajuminum| SLainless Mill Dia. (mm) Shank Dia.
~ HB225 HB225~325 | HRc30~50 |~Hrc55 SKD61|~Hrc55 SKD11 )
@] O © o o 0~-0.015 h6
O: General Application ©: The most suitable Application % ltems can be changed for quality improvement without notice.
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TnTIME CBN End Mill(HRC<70)

For High-Hardened Steels up to HRC70

CN2BE scecs <18,

CBN 2 FLUTE BALL NOSE

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.

o =T
&

L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0--0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CN2BE002000 KKK R0.10 0.2 4 0.2 - 40 A
CN2BE002005 KKK R0.10 0.2 4 0.2 0.5 40 A
CN2BE002010 KKK R0.10 0.2 4 0.2 1.0 40 A
CNSBE003000 KKK R0.15 0.3 4 0.3 - 40 A
CN2BE003010 KKK R0.15 0.3 4 0.3 1.0 40 A
CN2BE003015 KKK R0.15 0.3 4 0.3 1.5 40 A
CN2BE003020 KKK R0.15 0.3 4 0.3 2.0 40 A
CN2BE004000 KKK R0.20 0.4 4 0.4 = 40 A
CN2BE004010 KKK R0.20 0.4 4 0.4 1.0 40 A
CN2BE004015 KKK R0.20 0.4 4 0.4 1.5 40 A
CN2BE004020 KKK R0.20 0.4 4 0.4 2.0 40 A
CN2BE004030 KKK R0.20 0.4 4 0.4 3.0 40 A
CN2BE005000 KKK R0.25 0.5 4 0.5 - 45 A
CN2BE005010 KKK R0.25 0.5 4 0.5 1.0 45 A
CN2BE005020 KKK R0.25 0.5 4 0.5 2.0 45 A
CN2BE005030 KKK R0.25 0.5 4 0.5 3.0 45 A
CN2BE005040 KKK R0.25 0.5 4 0.5 4.0 45 A
CN2BE006000 KKK R0.30 0.6 4 0.6 = 45 A
CN2BE006020 KKK R0.30 0.6 4 0.6 2.0 45 A
CN2BE006030 KKK R0.30 0.6 4 0.6 3.0 45 A
CN2BE006040 KKK R0.30 0.6 4 0.6 4.0 45 A
CN2BE006060 KKK R0.30 0.6 4 0.6 6.0 45 A
CN2BE008000 KKK R0.40 0.8 4 0.8 - 45 A
CN2BE008020 KKK R0.40 0.8 4 0.8 2.0 45 A
CN2BE008040 KKK R0.40 0.8 4 0.8 4.0 45 A
CN2BE008060 KKK R0.40 0.8 4 0.8 6.0 45 A
CN2BE008080 KKK R0.40 0.8 4 0.8 8.0 45 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B117~B118
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70
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For High-Hardened Steels up to HRC70
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CN2BE LikA

SERIES
CBN 2 FLUTE BALL NOSE

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.

» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

» Good cutting ability due to negative rake angle.

Vs
Dz[ PN IE
| L,
L2
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CN2BE010000 KKK R0.50 1.0 4 1.0 - 50 A
CN2BE010025 KKK R0.50 1.0 4 1.0 2.5 50 A
CN2BE010040 KKK R0.50 1.0 4 1.0 4.0 50 A
CN2BE010060 KKK R0.50 1.0 4 1.0 6.0 50 A
CN2BE010080 KKK R0.50 1.0 4 1.0 8.0 50 A
CN2BE012000 KKK R0.60 1.2 4 1.2 - 50 A
CN2BE012030 KKK R0.60 1.2 4 1.2 3.0 50 A
CN2BE012040 KKK R0.60 1.2 4 1.2 4.0 50 A
CN2BE012060 KKK R0.60 1.2 4 1.2 6.0 50 A
CN2BE012080 KKK R0.60 1.2 4 1.2 8.0 50 A
CN2BE015000 KKK R0.75 1.5 4 1.5 - 50 A
CN2BE015040 KKK R0.75 1.5 4 1.5 4.0 50 A
CN2BE015060 KKK R0.75 1.5 4 1.5 6.0 50 A
CN2BE015080 KKK R0.75 1.5 4 1.5 8.0 50 A
CN2BE015100 KKK R0.75 1.5 4 1.5 10.0 50 A
CN2BE020000 KKK R1.00 2.0 4 2.0 - 50 A
CN2BE020060 KKK R1.00 2.0 4 2.0 6.0 50 A
CN2BE020080 KKK R1.00 2.0 4 2.0 8.0 50 A
CN2BE020100 KKK R1.00 2.0 4 2.0 10.0 50 A
CN2BE030000 KKK R1.50 3.0 4 2.5 - 50 A
CN2BE030080 KKK R1.50 3.0 4 2.5 8.0 50 A
CN2BE030100 KKK R1.50 3.0 4 2.5 10.0 50 A
CN2BE030120 KKK R1.50 3.0 4 2.5 12.0 50 A
CN2BE030160 KKK R1.50 3.0 4 2.5 16.0 60 A
CN2BE030200 KKK R1.50 3.0 4 2.5 20.0 60 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B117~B118
@ Recommend O Suit

Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .

Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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TnTIME CBN End Mil(HRC<70)

For High-Hardened Steels up to HRC70
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CP2BE LikA
SERIES
CBN 2 FLUTE BALL NOSE
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
Vs
D{ PN IE
| L,
L2
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
I e e e e e R ey
R D1 D2 L1 L2 L
CP2BE002000 KKK R0.10 0.2 4 0.2 - 40 A
CP2BE002005 KKK R0.10 0.2 4 0.2 0.5 40 A
CP2BE002010 KKK R0.01 0.2 4 0.2 1.0 40 A
CP2BE003000 KKK R0O.15 0.3 4 0.3 - 40 A
CP2BE003010 KKK R0.15 0.3 4 0.3 1.0 40 A
CP2BE003015 KKK R0O.15 0.3 4 0.3 1.5 40 A
CP2BE003020 KKK R0.15 0.3 4 0.3 2.0 40 A
CP2BE004000 KKK R0.20 0.4 4 0.4 - 40 A
CP2BE004010 KKK R0.20 0.4 4 0.4 1.0 40 A
CP2BE004015 KKK R0.20 0.4 4 0.4 1.5 40 A
CP2BE004020 KKK R0.20 0.4 4 0.4 2.0 40 A
CP2BE004030 KKK R0.20 0.4 4 0.4 3.0 40 A
CP2BE005000 KKK R0.25 0.5 4 0.5 - 45 A
CP2BE005010 KKK R0.25 0.5 4 0.5 1.0 45 A
CP2BE005020 KKK R0.25 0.5 4 0.5 2.0 45 A
CP2BE005030 KKK R0.25 0.5 4 0.5 3.0 45 A
CP2BE005040 KKK R0.25 0.5 4 0.5 4.0 45 A
CP2BE006000 KKK R0.30 0.6 4 0.6 - 45 A
CP2BE006020 KKK R0.30 0.6 4 0.6 2.0 45 A
CP2BE006030 KKK R0.30 0.6 4 0.6 3.0 45 A
CP2BE006040 KKK R0.30 0.6 4 0.6 4.0 45 A
CP2BE006060 KKK R0.30 0.6 4 0.6 6.0 45 A
CP2BE008000 KKK R0.40 0.8 4 0.8 - 45 A
CP2BE008020 KKK R0.40 0.8 4 0.8 2.0 45 A
CP2BE008040 KKK R0.40 0.8 4 0.8 4.0 45 A
CP2BE008060 KKK R0.40 0.8 4 0.8 6.0 45 A
CP2BE008080 KKK R0.40 0.8 4 0.8 8.0 45 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B117~B118
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70

CP2BE scne Lk

CBN 2 FLUTE BALL NOSE

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
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Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
I e e e e
R D1 D2 L1 L2 L
CP2BE010000 KKK R0.50 1.0 4 1.2 - 50 A
CP2BE010025 KKK R0.50 1.0 4 1.2 2.5 50 A
CP2BE010040 KKK R0.50 1.0 4 1.2 4.0 50 A
CP2BE010060 KKK R0.50 1.0 4 1.2 6.0 50 A
CP2BE010080 KKK R0.05 1.0 4 1.2 8.0 50 A
CP2BE012000 KKK R0.60 1.2 4 1.2 - 50 A
CP2BE012030 KKK R0.60 1.2 4 1.2 3.0 50 A
CP2BE012040 KKK R0.60 1.2 4 1.2 4.0 50 A
CP2BE012060 KKK R0.60 1.2 4 1.2 6.0 50 A
CP2BE012080 KKK R0.60 1.2 4 1.2 8.0 50 A
CP2BE015000 KKK R0.75 1.5 4 1.5 - 50 A
CP2BE015040 KKK R0.75 1.5 4 1.5 4.0 50 A
CP2BE015060 KKK R0.75 1.5 4 1.5 6.0 50 A
CP2BE015080 KKK R0.75 1.5 4 1.5 8.0 50 A
CP2BE015100 KKK R0.75 1.5 4 1.5 10.0 50 A
CP2BE020000 KKK R1.00 2.0 4 2.0 - 50 A
CP2BE020060 KKK R1.00 2.0 4 2.0 6.0 50 A
CP2BE020080 KKK R1.00 2.0 4 2.0 8.0 50 A
CP2BE020100 KKK R1.00 2.0 4 2.0 10.0 50 A
CP2BE030000 KKK R1.50 3.0 4 2.5 - 50 A
CP2BE030080 KKK R1.50 3.0 4 2.5 8.0 50 A
CP2BE030100 KKK R1.50 3.0 4 2.5 10.0 50 A
CP2BE030120 KKK R1.50 3.0 4 2.5 12.0 50 A
CP2BE030160 KKK R1.50 3.0 4 2.5 16.0 60 A
CP2BE030200 KKK R1.50 3.0 4 2.5 20.0 60 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B117~B118
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70

CN2C RSERIES

CBN, 2 FLUTE CORNER RADIUS

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

» Good cutting ability due to negative rake angle.

o T

L1
Lz

Mill Dia. Tolerance(mm) | Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm
P e e e e T
R D1 D2 L1 L2 L
CN2CR0020002 KKK R0.02 0.2 4 0.2 - 40 A
CN2CR0020052 KKK R0.02 0.2 4 0.2 0.5 40 A
CN2CR0020102 KKK R0.02 0.2 4 0.2 1.0 40 A
CN2CR0020005 KKK R0.05 0.2 4 0.2 - 40 A
CN2CR0020055 KKK R0.05 0.2 4 0.2 0.5 40 A
CN2CR0020105 KKK R0.05 0.2 4 0.2 1.0 40 A
CN2CR0030002 KKK R0.02 0.3 4 0.3 - 40 A
CN2CR0030102 KKK R0.02 0.3 4 0.3 1.0 40 A
CN2CR0030152 KKK R0.02 0.3 4 0.3 1.5 40 A
CN2CR0030202 KKK R0.02 0.3 4 0.3 2.0 40 A
CN2CR0030005 KKK R0.05 0.3 4 0.3 - 40 A
CN2CR0030105 KKK R0.05 0.3 4 0.3 1.0 40 A
CN2CR0030155 KKK R0.05 0.3 4 0.3 1.5 40 A
CN2CR0030205 KKK R0.05 0.3 4 0.3 2.0 40 A
CN2CR0040002 KKK R0.02 0.4 4 0.4 - 40 A
CN2CR0040102 KKK R0.02 0.4 4 0.4 1.0 40 A
CN2CR0040152 KKK R0.02 0.4 4 0.4 1.5 40 A
CN2CR0040202 KKK R0.02 0.4 4 0.4 2.0 40 A
CN2CR0040302 KKK R0.02 0.4 4 0.4 3.0 40 A
CN2CR0040005 KKK R0.05 0.4 4 0.4 - 40 A
CN2CR0040105 KKK R0.05 0.4 4 0.4 1.0 40 A
CN2CR0040155 KKK R0.05 0.4 4 0.4 115 40 A
CN2CR0040205 KKK R0.05 0.4 4 0.4 2.0 40 A
CN2CR0040305 KKK R0.05 0.4 4 0.4 3.0 40 A
CN2CR0040001 KKK R0.10 0.4 4 0.4 - 40 A
CN2CR0040101 KKK R0.10 0.4 4 0.4 1.0 40 A
CN2CR0040151 KKK R0.10 0.4 4 0.4 1.5 40 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70
CN2C RSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
= e e e e e ey
R D1 D2 L1 L2 L
CN2CR0040201 KKK R0.10 0.4 4 0.4 2 40 A
CN2CR0040301 KKK R0.10 0.4 4 0.4 S 40 A
CN2CR0050002 KKK R0.02 0.5 4 0.5 - 40 A
CN2CR0050102 KKK R0.02 0.5 4 0.5 1 40 A
CN2CR0050202 KKK R0.02 0.5 4 0.5 2 40 A
CN2CR0050302 KKK R0.02 0.5 4 0.5 3 40 A
CN2CR0050402 KKK R0.02 0.5 4 0.5 4 40 A
CN2CR0050005 KKK R0.05 0.5 4 0.5 - 40 A
CN2CR0050105 KKK R0.05 0.5 4 0.5 1 40 A
CN2CR0050205 KKK R0.05 0.5 4 0.5 2 40 A
CN2CR0050305 KKK R0.05 0.5 4 0.5 3 40 A
CN2CR0050405 KKK R0.05 0.5 4 0.5 4 40 A
CN2CR0050001 KKK RO0.10 0.5 4 0.5 - 40 A
CN2CR0050101 KKK R0.10 0.5 4 0.5 1 40 A
CN2CR0050201 KKK RO0.10 0.5 4 0.5 2 40 A
CN2CR0050301 KKK R0.10 0.5 4 0.5 3 40 A
CN2CR0050401 KKK RO0.10 0.5 4 0.5 4 40 A
CN2CR0060002 KKK R0.02 0.6 4 0.6 - 45 A
CN2CR0060202 KKK R0.02 0.6 4 0.6 2 45 A
CN2CR0060302 KKK R0.02 0.6 4 0.6 S 45 A
CN2CR0060402 KKK R0.02 0.6 4 0.6 4 45 A
CN2CR0060005 KKK R0.05 0.6 4 0.6 - 45 A
CN2CR0060205 KKK R0.05 0.6 4 0.6 2 45 A
CN2CR0060305 KKK R0.05 0.6 4 0.6 3 45 A
CN2CR0060405 KKK R0.05 0.6 4 0.6 4 45 A
CN2CR0060001 KKK R0.10 0.6 4 0.6 - 45 A
CN2CR0060201 KKK R0.10 0.6 4 0.6 2 45 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70

CN2C RSERIES

CBN, 2 FLUTE CORNER RADIUS

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

» Good cutting ability due to negative rake angle.

R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L

CN2CR0060301 KKK R0O.10 0.6 4 0.6 3.0 45 A
CN2CR0060401 KKK R0O.10 0.6 4 0.6 4.0 45 A
CN2CR0060020 KKK R0.20 0.6 4 0.6 - 45 A
CN2CR0060220 KKK R0.20 0.6 4 0.6 2.0 45 A
CN2CR0060320 KKK R0.20 0.6 4 0.6 3.0 45 A
CN2CR0060420 KKK R0.20 0.6 4 0.6 4.0 45 A
CN2CR0080002 KKK R0.02 0.8 4 0.8 - 45 A
CN2CR0080202 KKK R0.02 0.8 4 0.8 2.0 45 A
CN2CR0080402 KKK R0.02 0.8 4 0.8 4.0 45 A
CN2CR0080602 KKK R0.02 0.8 4 0.8 6.0 45 A
CN2CR0080005 KKK R0.05 0.8 4 0.8 - 45 A
CN2CR0080205 KKK R0.05 0.8 4 0.8 2.0 45 A
CN2CR0080405 KKK R0.05 0.8 4 0.8 4.0 45 A
CN2CR0080605 KKK R0.05 0.8 4 0.8 6.0 45 A
CN2CR0080001 KKK R0O.10 0.8 4 0.8 - 45 A
CN2CR0080201 KKK R0.10 0.8 4 0.8 2.0 45 A
CN2CR0080401 KKK R0O.10 0.8 4 0.8 4.0 45 A
CN2CR0080601 KKK R0O.10 0.8 4 0.8 6.0 45 A
CN2CR008000 KKK R0.20 0.8 4 0.8 - 45 A
CN2CR008020 KKK R0.20 0.8 4 0.8 2.0 45 A
CN2CR008040 KKK R0.20 0.8 4 0.8 4.0 45 A
CN2CR008060 KKK R0.20 0.8 4 0.8 6.0 45 A
CN2CR0100002 KKK R0.02 1.0 4 1 - 50 A
CN2CR0100252 KKK R0.02 1.0 4 1 2.5 50 A
CN2CR0100402 KKK R0.02 1.0 4 1 4.0 50 A
CN2CR0100602 KKK R0.02 1.0 4 1 6.0 50 A
CN2CR0100005 KKK R0.05 1.0 4 1 - 50 A

A Stock A\ Non-Stock

Recommended Cutting Conditions B119

@ Recommend O Suit

Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70
CN2C RSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0--0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CN2CR0100255 KKK R0.05 1.0 4 1.0 2.5 50 A
CN2CR0100405 KKK R0.05 1.0 4 1.0 4.0 50 A
CN2CR0100605 KKK R0.05 1.0 4 1.0 6.0 50 A
CN2CR0100001 KKK R0.10 1.0 4 1.0 - 50 A
CM2CR0100251 KKK RO.10 1.0 4 1.0 2.5 50 A
CN2CR0100401 KKK R0.10 1.0 4 1.0 4.0 50 A
CN2CR0100601 KKK RO.10 1.0 4 1.0 6.0 50 A
CN2CR01000020 KKK R0.20 1.0 4 1.0 - 50 A
CN2CR01002520 KKK R0.20 1.0 4 1.0 2.5 50 A
CN2CR01004020 KKK R0.20 1.0 4 1.0 4.0 50 A
CN2CR01006020 KKK R0.20 1.0 4 1.0 6.0 50 A
CN2CR010000 KKK R0.30 1.0 4 1.0 - 50 A
CN2CR010025 KKK R0.30 1.0 4 1.0 2.5 50 A
CN2CR010040 KKK R0.30 1.0 4 1.0 4.0 50 A
CN2CR010060 KKK R0.30 1.0 4 1.0 6.0 50 A
CN2CR0150002 KKK R0.02 1.5 4 1.5 - 50 A
CN2CR0150402 KKK R0.02 1.5 4 1.5 4.0 50 A
CN2CR0150602 KKK R0.02 1.5 4 1.5 6.0 50 A
CN2CR0150802 KKK R0.02 1.5 4 1.5 8.0 50 A
CN2CR0151002 KKK R0.02 1.5 4 1.5 10.0 50 A
CN2CR0150005 KKK R0.05 1.5 4 1.5 - 50 A
CN2CR0150405 KKK R0.05 1.5 4 1.5 4.0 50 A
CN2CR0150605 KKK R0.05 1.5 4 1.5 6.0 50 A
CN2CR0150805 KKK R0.05 1.5 4 1.5 8.0 50 A
CN2CR0151005 KKK R0.05 1.5 4 1.5 10.0 50 A
CN2CR0150001 KKK R0.10 1.5 4 1.5 - 50 A
CN2CR0150401 KKK RO0.10 1.5 4 1.5 4.0 50 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70
CN2C RSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CN2CR0150601 KKK R0.10 1.5 4 1.5 50 A
CN2CR0150801 KKK R0.10 1.5 4 1.5 50 A
CN2CR0151001 KKK R0.10 1.5 4 1.5 10 50 A
CN2CR01500020 KKK R0.20 1.5 4 1.5 - 50 A
CN2CR01504020 KKK R0.20 1.5 4 1.5 4 50 A
CN2CR01506020 KKK R0.20 1.5 4 1.5 6 50 A
CN2CR01508020 KKK R0.20 1.5 4 1.5 8 50 A
CN2CR01510020 KKK R0.20 1°5 4 1°5 10 50 A
CN2CR0150003 KKK R0.30 1.5 4 1.5 - 50 A
CN2CR0150403 KKK R0.30 1.5 4 1.5 4 50 A
CN2CR0150603 KKK R0.30 1.5 4 1.5 6 50 A
CN2CR0150803 KKK R0.30 1.5 4 1.5 8 50 A
CN2CR0151003 KKK R0.30 1.5 4 1.5 10 50 A
CN2CR015000 KKK R0.50 1.5 4 1.5 - 50 A
CN2CR015040 KKK R0.50 1.5 4 1.5 4 50 A
CN2CR015060 KKK R0.50 1.5 4 1.5 6 50 A
CN2CR015080 KKK R0.50 1.5 4 1.5 8 50 A
CN2CR015100 KKK R0.50 1.5 4 1.5 10 50 A
CN2CR0200005 KKK R0.05 2.0 4 2.0 - 50 A
CN2CR0200605 KKK R0.05 2.0 4 2.0 50 A
CN2CR0200805 KKK R0.05 2.0 4 2.0 50 A
CN2CR0201005 KKK R0.05 2.0 4 2.0 10 50 A
CN2CR0200001 KKK R0.10 2.0 4 2.0 - 50 A
CN2CR0200601 KKK R0.10 2.0 4 2.0 50 A
CN2CR0200801 KKK R0.10 2.0 4 2.0 50 A
CN2CA0201001 KKK R0.10 2.0 4 2.0 10 50 A
CN2CR0200002 KKK R0.20 2.0 4 2.0 - 50 A
Recommended Cut#n%t%gnd%o’\lnosnésﬁ%k
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
| I ) | |
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For High-Hardened Steels up to HRC70
CN2C RSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CN2CR0200602 KKK R0.20 2.0 4 2.0 6 50 A
CN2CR0200802 KKK R0.20 2.0 4 2.0 8 50 A
CN2CR0201002 KKK R0.20 2.0 4 2.0 10 50 A
CN2CR0200003 KKK R0.30 2.0 4 2.0 - 50 A
CN2CR0200603 KKK R0.30 2.0 4 2.0 6 50 A
CN2CR0200803 KKK R0.30 2.0 4 2.0 8 50 A
CN2CR0201003 KKK R0.30 2.0 4 2.0 10 50 A
CN2CR020000 KKK R0.50 2.0 4 2.0 - 50 A
CN2CR020060 KKK R0.50 2.0 4 2.0 6 50 A
CN2CR020080 KKK R0.50 2.0 4 2.0 8 50 A
CN2CR020100 KKK R0.50 2.0 4 2.0 10 50 A
CN2CR0300005 KKK R0.05 3.0 4 2.5 - 50 A
CN2CR0300805 KKK R0.05 3.0 4 2.5 8 50 A
CN2CR0301005 KKK R0.05 3.0 4 2.5 10 50 A
CN2CR0301205 KKK R0.05 3.0 4 2.5 12 50 A
CN2CR0301605 KKK R0.05 3.0 4 2.5 16 60 A
CN2CR0302005 KKK R0.05 3.0 4 2.5 20 60 A
CN2CR0300001 KKK R0.10 3.0 4 2.5 - 50 A
CN2CR0300801 KKK R0.10 3.0 4 2.5 8 50 A
CN2CR0301001 KKK R0.10 3.0 4 2.5 10 50 A
CN2CR0301201 KKK R0.10 3.0 4 2.5 12 50 A
CN2CR0301601 KKK R0.10 3.0 4 2.5 16 60 A
CN2CR0302001 KKK R0.10 3.0 4 2.5 20 60 A
CN2CR0300002 KKK R0.20 3.0 4 2.9 - 50 A
CN2CR0300802 KKK R0.20 3.0 4 2.5 8 50 A
CN2CR0301002 KKK R0.20 3.0 4 2.5 10 50 A
CN2CR0301202 KKK R0.20 3.0 4 2.5 12 50 A
Recommended Cutﬁgt%cgnd ﬁoﬁ%"és%t?gk
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70
CN2C RSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0--0.010 h6 (mm)unit:mm
Order No.
R D1 D2 L1 L2 L
CN2CR0301602 KKK R0O.2 3.0 4 2.5 16 60 A
CN2CR0302002 KKK R0O.2 3.0 4 2.5 20 60 A
CN2CR0300003 KKK R0O.3 3.0 4 2.5 - 50 A
CN2CR0300803 KKK R0.3 3.0 4 2.5 8 50 A
CN2CR0301003 KKK R0O.3 3.0 4 2.5 10 50 A
CN2CR0301203 KKK R0O.3 3.0 4 2.5 12 50 A
CN2CR0301603 KKK R0O.3 3.0 4 2.5 16 60 A
CN2CR0302003 KKK R0O.3 3.0 4 2.5 20 60 A
CN2CR030000 KKK R0.5 3.0 4 2.5 - 50 A
CN2CR030080 KKK R0O.5 3.0 4 2.5 8 50 A
CN2CR030100 KKK R0O.5 3.0 4 2.5 10 50 A
CN2CR030120 KKK R0O.5 3.0 4 225 12 50 A
CN2CR030160 KKK RO0.5 3.0 4 2.5 16 60 A
CN2CR030200 KKK RO0.5 3.0 4 2.5 20 60 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels  Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70
CPZCRSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
I o e e e e e e
R D1 D2 L1 L2 L
CP2CR0020002 KKK R0.02 0.2 4 0.2 - 40 A
CP2CR0020052 KKK R0.02 0.2 4 0.2 0.5 40 A
CP2CR0020102 KKK R0.02 0.2 4 0.2 1.0 40 A
CP2CR0020005 KKK R0.05 0.2 4 0.2 - 40 A
CP2CR0020055 KKK R0.05 0.2 4 0.2 0.5 40 A
CP2CR0020105 KKK R0.05 0.2 4 0.2 1.0 40 A
CP2CR0030002 KKK R0.02 0.3 4 0.3 - 40 A
CP2CR0030102 KKK R0.02 0.3 4 0.3 1.0 40 A
CP2CR0030152 KKK R0.02 0.3 4 0.3 1.5 40 A
CP2CR0030202 KKK R0.02 0.3 4 0.3 2.0 40 A
CP2CR0030005 KKK R0.05 0.3 4 0.3 - 40 A
CP2CR0030105 KKK R0.05 0.3 4 0.3 1.0 40 A
CP2CR0030155 KKK R0.05 0.3 4 0.3 1.5 40 A
CP2CR0030205 KKK R0.05 0.3 4 0.3 2.0 40 A
CP2CR0040002 KKK R0.02 0.4 4 0.4 - 40 A
CP2CR0040102 KKK R0.02 0.4 4 0.4 1.0 40 A
CP2CR0040152 KKK R0.02 0.4 4 0.4 1.5 40 A
CP2CR0040202 KKK R0.02 0.4 4 0.4 2.0 40 A
CP2CR0040302 KKK R0.02 0.4 4 0.4 3.0 40 A
CP2CR0040005 KKK R0.05 0.4 4 0.4 - 40 A
CP2CR0040105 KKK R0.05 0.4 4 0.4 1.0 40 A
CP2CR0040155 KKK R0.05 0.4 4 0.4 1.5 40 A
CP2CR0040205 KKK R0.05 0.4 4 0.4 2.0 40 A
CP2CR0040305 KKK R0.05 0.4 4 0.4 3.0 40 A
CP2CR0040001 KKK R0.10 0.4 4 0.4 - 40 A
CP2CR0040101 KKK R0.10 0.4 4 0.4 1.0 40 A
CP2CR0040151 KKK RO.1 0.4 4 0.4 1.5 40 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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TnTIME CBN End Mil(HRC<70)

For High-Hardened Steels up to HRC70

CPZCRSERIES

CBN, 2 FLUTE CORNER RADIUS

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

» Good cutting ability due to negative rake angle.

o To

L1
Lz

Mill Dia. Tolerance(mm) | Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CP2CR0040201 KKK R0.10 0.4 4 0.4 2 40 A
CP2CR0040301 KKK R0.10 0.4 4 0.4 & 40 A
CP2CR0050002 KKK R0.02 0.5 4 0.5 - 40 A
CP2CR0050102 KKK R0.02 0.5 4 0.5 1 40 A
CP2CR0050202 KKK R0.02 0.5 4 0.5 2 40 A
CP2CR0050302 KKK R0.02 0.5 4 0.5 3 40 A
CP2CR0050402 KKK R0.02 0.5 4 0.5 4 40 A
CP2CR0050005 KKK R0.05 0.5 4 0.5 - 40 A
CP2CR0050105 KKK R0.05 0.5 4 0.5 1 40 A
CP2CR0050205 KKK R0.05 0.5 4 0.5 2 40 A
CP2CR0050305 KKK R0.05 0.5 4 0.5 3 40 A
CP2CR0050405 KKK R0.05 0.5 4 0.5 4 40 A
CP2CR0050001 KKK R0O.10 0.5 4 0.5 - 40 A
CP2CR0050101 KKK R0.10 0.5 4 0.5 1 40 A
CP2CR0050201 KKK R0O.10 0.5 4 0.5 2 40 A
CP2CR0050301 KKK R0.10 0.5 4 0.5 & 40 A
CP2CR0050401 KKK R0O.10 0.5 4 0.5 4 40 A
CP2CR0060002 KKK R0.02 0.6 4 0.6 - 45 A
CP2CR0060202 KKK R0.02 0.6 4 0.6 2 45 A
CP2CR0060302 KKK R0.02 0.6 4 0.6 & 45 A
CP2CR0060402 KKK R0.02 0.6 4 0.6 4 45 A
CP2CR0060005 KKK R0.05 0.6 4 0.6 - 45 A
CP2CR0060205 KKK R0.05 0.6 4 0.6 2 45 A
CP2CR0060305 KKK R0.05 0.6 4 0.6 3 45 A
CP2CR0060405 KKK R0.05 0.6 4 0.6 4 45 A
CP2CR0060001 KKK R0.10 0.6 4 0.6 - 45 A
CP2CR0060201 KKK R0.10 0.6 4 0.6 2 45 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70
CPZCRSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
I = A e e e e e
R D1 D2 L1 L2 L
CP2CR0060301 KKK R0.10 0.6 4 0.6 3.0 45 A
CP2CR0060401 KKK R0.10 0.6 4 0.6 4.0 45 A
CP2CR0060020 KKK R0.20 0.6 4 0.6 - 45 A
CP2CR0060220 KKK R0.20 0.6 4 0.6 2.0 45 A
CP2CR0060320 KKK R0.20 0.6 4 0.6 3.0 45 A
CP2CR0060420 KKK R0.20 0.6 4 0.6 4.0 45 A
CP2CR0080002 KKK R0.02 0.8 4 0.8 - 45 A
CP2CR0080202 KKK R0.02 0.8 4 0.8 2.0 45 A
CP2CR0C80402 KKK R0.02 0.8 4 0.8 4.0 45 A
CP2CR0080602 KKK R0.02 0.8 4 0.8 6.0 45 A
CP2CR0080005 KKK R0.05 0.8 4 0.8 - 45 A
CP2CR0080205 KKK R0.05 0.8 4 0.8 2.0 45 A
CP2CR0080405 KKK R0.05 0.8 4 0.8 4.0 45 A
CP2CR0080605 KKK R0.05 0.8 4 0.8 6.0 45 A
CP2CR0080001 KKK R0.10 0.8 4 0.8 - 45 A
CP2CR0080201 KKK R0.10 0.8 4 0.8 2.0 45 A
CP2CR0080401 KKK R0.10 0.8 4 0.8 4.0 45 A
CP2CR0080601 KKK R0.10 0.8 4 0.8 6.0 45 A
CP2CR008000 KKK R0.20 0.8 4 0.8 - 45 A
CP2CR008020 KKK R0.20 0.8 4 0.8 2.0 45 A
CP2CR008040 KKK R0.20 0.8 4 0.8 4.0 45 A
CP2CR008060 KKK R0.20 0.8 4 0.8 6.0 45 A
CP2CR0100002 KKK R0.02 1.0 4 1.0 - 50 A
CP2CR0100252 KKK R0.02 1.0 4 1.0 2.5 50 A
CP2CR0100402 KKK R0.02 1.0 4 1.0 4.0 50 A
CP2CR0100602 KKK R0.02 1.0 4 1.0 6.0 50 A
CP2CR0100005 KKK R0.05 1.0 4 1.0 - 50 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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TnTIME CBN End Mil(HRC<70)

For High-Hardened Steels up to HRC70

CPZCRSERIES

CBN, 2 FLUTE CORNER RADIUS

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

» Good cutting ability due to negative rake angle.

R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CP2CR0100255 KKK R0.05 1.0 4 1.0 2.5 50 A
CP2CR0100405 KKK R0.05 1.0 4 1.0 4.0 50 A
CP2CR0100605 KKK R0.05 1.0 4 1.0 6.0 50 A
CP2CR0100001 KKK R0.10 1.0 4 1.0 - 50 A
CP2CR0100251 KKK R0.10 1.0 4 1.0 2.5 50 A
CP2CR0100401 KKK R0.10 1.0 4 1.0 4.0 50 A
CP2CR0100601 KKK R0.10 1.0 4 1.0 6.0 50 A
CP2CR01000020 KKK R0.20 1.0 4 1.0 - 50 A
CP2CR01002520 KKK R0.20 1.0 4 1.0 2.5 50 A
CP2CR01004020 KKK R0.20 1.0 4 1.0 4.0 50 A
CP2CR01006020 KKK R0.20 1.0 4 1.0 6.0 50 A
CP2CR010000 KKK R0.30 1.0 4 1.0 - 50 A
CP2CR010025 KKK R0.30 1.0 4 1.0 2.5 50 A
CP2CR010040 KKK R0.30 1.0 4 1.0 4.0 50 A
CP2CR010060 KKK R0.30 1.0 4 1.0 6.0 50 A
CP2CR0150002 KKK R0.02 1.5 4 1.5 - 50 A
CP2CR0150402 KKK R0.02 1.5 4 1.5 4.0 50 A
CP2CR0150602 KKK R0.02 1.5 4 1.5 6.0 50 A
CP2CR0150802 KKK R0.02 1.5 4 1.5 8.0 50 A
CP2CR0151002 KKK R0.02 1.5 4 1.5 10.0 50 A
CP2CR0150005 KKK R0.05 1.5 4 1.5 - 50 A
CP2CR0150405 KKK R0.05 1.5 4 1.5 4.0 50 A
CP2CR0150605 KKK R0.05 1.5 4 1.5 6.0 50 A
CP2CR0150805 KKK R0.05 1.5 4 1.5 8.0 50 A
CP2CR0151005 KKK R0.05 1.5 4 1.5 10.0 50 A
CP2CR0150001 KKK R0.10 1.5 4 1.5 - 50 A
CP2CR0150401 KKK R0.10 1.5 4 1.5 4.0 50 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
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For High-Hardened Steels up to HRC70
CPZCRSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
R D1 D2 L1 L2 L
CP2CR0150601 KKK R0.10 1.5 4 1.5 6 50 A
CP2CR0150801 KKK RO.10 1.5 4 1.5 50 A
CP2CR0151001 KKK RO.10 1.5 4 1.5 10 50 A
CP2CR01500020 KKK R0.20 1.5 4 1.5 - 50 A
CP2CR01504020 KKK R0.20 1.5 4 1.5 4 50 A
CP2CR01506020 KKK R0.20 1.5 4 1.5 6 50 A
CP2CR01508020 KKK R0.20 1.5 4 1.5 8 50 A
CP2CR01510020 KKK R0.20 1.5 4 1.5 10 50 A
CP2CR0150003 KKK R0.30 1.5 4 1.5 - 50 A
CP2CR0150403 KKK R0.30 1.5 4 1.5 4 50 A
CP2CR0150603 KKK R0.30 1.5 4 1.5 6 50 A
CP2CR0150803 KKK R0.30 1.5 4 1.5 8 50 A
CP2CR0151003 KKK R0.30 1.5 4 1.5 10 50 A
CP2CR015000 KKK R0.50 1.5 4 1.5 - 50 A
CP2CR015040 KKK R0.50 1.5 4 1.5 4 50 A
CP2CR015060 KKK R0.50 1.5 4 1.5 6 50 A
CP2CR015080 KKK R0.50 1.5 4 1.5 8 50 A
CP2CR015100 KKK R0.50 1.5 4 1.5 10 50 A
CP2CR0200005 KKK R0.05 2.0 4 2.0 - 50 A
CP2CR0200605 KKK R0.05 2.0 4 2.0 6 50 A
CP2CR0200805 KKK R0.05 2.0 4 2.0 8 50 A
CP2CR0201005 KKK R0.05 2.0 4 2.0 10 50 A
CP2CR0200001 KKK RO.10 2.0 4 2.0 - 50 A
CP2CR0200601 KKK R0.10 2.0 4 2.0 6 50 A
CP2CR0200801 KKK RO.10 2.0 4 2.0 8 50 A
CP2CR0201001 KKK RO0.10 2.0 4 2.0 10 50 A
CP2CR0200002 KKK R0.20 2.0 4 2.0 - 50 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70
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TnTIME CBN End Mil(HRC<70)

For High-Hardened Steels up to HRC70

CPZCRSERIES

CBN, 2 FLUTE CORNER RADIUS

» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

» Good cutting ability due to negative rake angle.

o To

L1
Lz

Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010

hé
orderN Radius of Ball Nose | Mill Diameter | Shank Diameter| Length of Cut | LengthBelow Shank | Overall Length
rder No.
R D1 D2 L1 L2 L

(mm)unit:mm

CP2CR0200602 KKK R0.20 2.0 4 2.0 6 50 A
CP2CR0200802 KKK R0.20 2.0 4 2.0 8 50 A
CP2CR0201002 KKK R0.20 2.0 4 2.0 10 50 A
CP2CR0200003 KKK R0.30 2.0 4 2.0 - 50 A
CP2CR0200603 KKK R0.30 2.0 4 2.0 6 50 A
CP2CR0200803 KKK R0.30 2.0 4 2.0 8 50 A
CP2CR0201003 KKK R0.30 2.0 4 2.0 10 50 A
CP2CR020000 KKK R0.50 2.0 4 2.0 - 50 A
CP2CR020060 KKK R0.50 2.0 4 2.0 6 50 A
CP2CR020080 KKK R0.50 2.0 4 2.0 8 50 A
CP2CR020100 KKK R0.50 2.0 4 2.0 10 50 A
CP2CR0300005 KKK R0.05 3.0 4 285 - 50 A
CP2CR0300805 KKK R0.05 3.0 4 2.5 8 50 A
CP2CR0301005 KKK R0.05 3.0 4 2.5 10 50 A
CP2CR0301205 KKK R0.05 3.0 4 2.5 12 50 A
CP2CR0301605 KKK R0.05 3.0 4 2.5 16 60 A
CP2CR0302005 KKK R0.05 3.0 4 2.5 20 60 A
CP2CR0300001 KKK R0.10 3.0 4 2.5 - 50 A
CP2CR0300801 KKK R0.10 3.0 4 2.5 8 50 A
CP2CR0301001 KKK R0.10 3.0 4 2.5 10 50 A
CP2CR0301201 KKK R0.10 3.0 4 2.5 12 50 A
CP2CR0301601 KKK R0.10 3.0 4 2.5 16 60 A
CP2CR0302001 KKK R0.10 3.0 4 2.5 20 60 A
CP2CR0300002 KKK R0.20 3.0 4 2.5 - 50 A
CP2CR0300802 KKK R0.20 3.0 4 2.5 8 50 A
CP2CR0301002 KKK R0.20 3.0 4 2.5 10 50 A
CP2CR0301202 KKK R0.20 3.0 4 2.5 12 50 A
Recommended CutﬁnsgtoccgndﬁoNnosnéSH%k
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels . . o .
Pl ) I Ery ) (Eerrees Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
| I ) | |
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For High-Hardened Steels up to HRC70
CPZCRSERIES
CBN, 2 FLUTE CORNER RADIUS
» Machining high hardness materials HRC50 to HRC70 into finish process for long time.
» High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended
» Good cutting ability due to negative rake angle.
R
o To
L1
Lz
L
Mill Dia. Tolerance(mm) | Shank Dia. Tolerance
0~-0.010 h6 (mm)unit:mm
order No Radius of Ball Nose| Mill Diameter | Shank Diameter| Length of Cut | LengthBelow Shank | Overall Length
! R D1 D2 L1 L2 L
CP2CR0301602 KKK R0.2 3.0 4 2.5 16 60 A
CP2CR0302002 KKK R0.2 3.0 4 2.5 20 60 A
CP2CR0300003 KKK RO.3 3.0 4 2.5 - 50 A
CP2CR0300803 KKK RO.3 3.0 4 2.5 8 50 A
CP2CR0301003 KKK R0.3 3.0 4 2.5 10 50 A
CP2CR0301203 KKK R0.3 3.0 4 2.5 12 50 A
CP2CR0301603 KKK R0.3 3.0 4 2.5 16 60 A
CP2CR0302003 KKK RO.3 3.0 4 2.5 20 60 A
CP2CR030000 KKK R0.5 3.0 4 25 - 50 A
CP2CR030080 KKK R0.5 3.0 4 2.5 8 50 A
CP2CR030100 KKK R0.5 3.0 4 2.5 10 50 A
CP2CR030120 KKK R0.5 3.0 4 2.5 12 50 A
CP2CR030160 KKK R0.5 3.0 4 2.5 16 60 A
CP2CR030200 KKK R0.5 3.0 4 2.5 20 60 A
A Stock A\ Non-Stock
Recommended Cutting Conditions B119
@ Recommend O Suit
Carbon Steels Alloy Steels Prehardened Steels Hardened steels .
Cast Iron Aluminum CopperAlloy Stainless Steels  Titanium Graphite CFRP
~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70
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TnTIME Carbide End Mill Cutter

Recommended Cutting Conditions

2 Flutes Square End Mill / 2 Flutes Corner Radius End Mill For Steels, Cast Iron——Side Milling
Workpiece Material Cutting Depth Vo Tool Diameter | 5 4 6 8 10 | 12 | 16 | 20
(mm) m/min (mm)
Carbon Steels/ Alloy ap<1.5D R°t"“(tri]°iz_s1‘)’eed 19110 14330 | 9550 | 7170 | 5730 | 4780 | 3580 | 2870
Steels 180 Feed Speed
<35HRC
E ( ) ae<0.15D (mm/min) 1070 | 1030 | 920 | 930 | 920 | 860 | 860 | 860
ap<1D Rotation Speed | 4350010350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
Alloy Steels 130 (min-1)
35-48HRC
( ) 2e<0.12D Feed Speed 610 | 580 | 550 | 620 | 560 | 500 | 410 | 370
(mm/min)
ap<1.5D R an-15°°" 13800 10350| 6900 | 5180 | 4140 | 3450 | 2590 | 2070
M Stainless Steels 130 Foed Shead
ae<0.15D eed spee 690 | 660 | 590 | 650 | 610 | 590 | 490 | 460
(mm/min)
Grey Cast lrons/ ap<1.5D R"ta(mg_ﬁ‘)’%d 16990 | 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550
Ductile Cast Irons 160 Foed S a
(<32HRC) ae<0.15D eed spee 850 | 820 | 820 | 750 | 700 | 680 | 610 | 560
m (mm/min)
, ap<1D Rotation Speed | 44860| 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230
High Alloy Cast Irons 140 (min-1)
(35-45HRC) Feed Speed
ae<0.12D (ramimin) 650 | 670 | 670 | 620 | 580 | 560 | 500 | 460

Carbide End Mill Cutter(HRC 48) m
2 Flutes Square End Mill / 2 Flutes Corner Radius End Mill For Steels, Cast Iron——Slotting
Workpiece Material Cutting Depth Ve Tool Diameter 3 4 6 8 10 12 16 20
(mm) m/min (mm)
Carbon Steels/ Alloy R°‘a(tr:q°i2_s1‘)’eed 8490 | 6370 | 4250 | 3190 | 2550 | 2120 | 1590 | 1270
Steels ap<0.8D 80 Feed Speed
<35HRC
E ( ) (mm/min) 430 | 540 | 440 | 400 | 370 | 350 | 400 | 410
Rotation Speed | 5370 | 4780 | 3190 | 2390 | 1910 | 1590 | 1190 | 960
Alloy Steels ap<0.3D 60 (min-1)
(3548HRC) P Feed Speed 260 | 310 | 270 | 230 | 220 | 220 | 230 | 230
(mm/min)
R°t""(trin°ig_s1")’eed 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
M Stainless Steels ap<0.3D 55 Food Spesd
(mmimim 140 | 160 | 200 | 200 | 200 | 190 | 170 | 160
Grey Cast Irons/ R°‘a(trl1°iﬂ_s1‘)’eed 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
Ductile Cast Irons ap<0.5D 55 Feed Speed
<32HRC
m ( ) (mm/min) 210 | 250 | 250 | 220 | 210 | 200 | 190 | 170
. Rotation Speed | 5310 | 3980 | 2650 | 1990 | 1590 | 1330 | 1000 | 800
High Alloy Cast Irons ap<0.3D 50 (min-1)
(35-45HRC) P Feed Speed | 450 | 180 | 210 | 180 | 180 | 170 | 160 | 140
(mm/min)
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TﬂTIME Carbide End Mill Cutter

Recommended Cutting Conditions

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Steels, Cast Iron——Side Milling
Workpiece Material Cutting Depth Ve Tool Diameter 3 4 6 8 10 12 16 20
(mm) m/min (mm)
Carbon Steels/ Alloy ap<1.5D R°‘a(:q°i2_s1§’eed 19110 |14330| 9550 | 7170 | 5730 | 4780 | 3580 | 2870
Steels 180 S
(<35HRC) 26<0.15D Feed Speed | 5140 | 2060 | 1830 | 1860 | 1830 | 1720 | 1720 | 1720
E (mm/min)
ap<1D Rotation Speed | 4330010350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
Alloy Steels 130 (min-1)
(35-48HRC) Feed Speed
ae<0.12D (mmimim 1210 | 1160 | 1100 | 1240 | 1130 | 1010 | 830 | 750
ap<1.5D R°ta(trin°i2_s1‘)’eed 1380010350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
M Stainless Steels 130 Food Spesd
ae<0.15D (mmimim 1380 | 1330 | 1190 | 1300 | 1230 | 1170 | 980 | 910
Grey Cast Irons/ ap<1.5D R°“'i(tri]°ig_“:";eed 16990 | 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550
Ductile Cast Irons 160 Feed Speed
<32HRC
m ( ) ae<0.15D (mmimin) 1700 | 1630 | 1630 | 1500 | 1410 | 1360 | 1210 | 1120
_ ap<1D Rotation Speed |4 4550 | 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230
High Alloy Cast Irons 140 (min-1)
(35-45HRC) ae<0.12D FeedSpeed | 1340 | 1340 | 1340 | 1250 | 1160 | 1120 | 1000 | 910
= (mm/min)

6 Flutes Square End Mill For Steels, Cast Iron——Side Milling
Workpiece Material Cutting Depth Ve Tool Diameter | 5 4 6 8 10 | 12 | 16 | 20
(mm) m/min (mm)
Carbon Steels/ Alloy ap<1.5D ROta(%"iz_ﬁ“)’eed 19110| 14330 | 9550 | 7170 | 5730 | 4780 | 3580 | 2870
Steels 180 Food S P
(<35HRC) ae<0.15D eed spee 3210 | 3100 | 2750 | 2800 | 2750 | 2580 | 2580 | 2580
E (mm/min)
ap<1D Rotation Speed |4 3410| 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
Alloy Steels 130 (min-1)
35-48HRC
( ) 26<0.12D FeedSpeed | 1550 | 1740 | 1600 | 1860 | 1690 | 1510 | 1240 | 1120
(mm/min)
ap<1.5D R n-1h e [13800| 10350 | 6900 | 5180 | 4140 | 3450 | 2590 | 2070
M Stainless Steels 130 Food Sooed
ae<0.15D eed spee 2070 | 1990 | 1780 | 1960 | 1840 | 1760 | 1480 | 1370
(mm/min)
Grey Cast Irons/ ap<1.5D R°ta(tr:1°i:_§‘)’eed 16990| 12740 | 8490 | 6370 | 5100 | 4250 | 3190 | 2550
Ductile Cast Irons 160 Food S p
(<32HRC) ae<0.15D eed spee 2550 | 2450 | 2450 | 2260 | 2110 | 2040 | 1820 | 1680
m (mm/min)
_ ap<1D Rotation Speed | 4360| 11150 | 7430 | 5570 | 4460 | 3720 | 2790 | 2230
High Alloy Cast Irons 140 (min-1)
35-45HRC
( ) 26<0.12D FeedSpeed | 1960 | 2010 | 2010 | 1870 | 1740 | 1670 | 1510 | 1360
(mm/min)
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Recommended Cutting Conditions
2 Flutes Ball Nose End Mill For Steels, Cast Iron——Profiling
Workpiece Material Cutting Depth | Vc | Tool Diameter | 5 6 7 8 9 10 | 11 | 12
(mm) m/min (mm)
Carbon Steels/ Alloy ap<0.2D R°ta(trfn°ig_s1;’eed 12740[10190| 8490 | 7280 | 6370 | 5660 | 5100 | 4630 | 4250
Steels 160 Food S P
E (<35HRC) ae<0.3D frﬁm/rgﬁg 1020 | 1020 | 1020 | 1020 | 1020 | 1020 | 1020 | 1020 | 1020
Alov Steals ap<0.15D R°ta(tr:1‘}2_s1‘)’eed 9550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
(35—X8HRC) 120 Feed Speed
ae<0.15D (mmimim) 610 | 640 | 660 | 630 | 620 | 610 | 610 | 610 | 610
ap<0.2D R an-15°°" | 8760 | 7010 | 5840 | 5010 | 4380 | 3890 | 3500 | 310 | 2020
M Stainless Steels 110 Food Soocd
ae<0.2D (en‘jm/n‘]’ﬁ‘; 610 | 630 | 640 | 630 | 63 | 620 | 630 | 640 | 640
Grey Cast Irons/ ap<0.2D RO“"‘(‘rin‘mﬁ‘)’ee" 11150| 8920 | 7430 | 6370 | 5570 | 4950 | 4460 | 4050 | 3720
Ductile Cast Irons 140 Food S a
m (<32HRC) ae<0.2D ("nﬁm/"‘iﬁ‘; 780 | 800 | 820 | 800 | 800 | 790 | 800 | 810 | 820
ot Aloy Gast | ap<0.1D ROta}‘rm_ﬁ‘)’ee" 9550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
© (353%/5|'|aRsC)mnS 120 Feed Speed
ae<0.1D (mmimin) 610 | 640 | 660 | 660 | 670 | 650 | 650 | 660 | 670

Carbide End Mill Cutter(HRC 48) D

Workpiece Material Cutting Depth | Vc | Tool Diameter | 5 6 7 8 9 | 10 | 11| 12
(mm) m/min (mm)
Carbon Steels/ Alloy ap<0.2D R°t5}21"ig_s1§’eed 12740(10190| 8490 | 7280 | 6370 | 5660 | 5100 | 4630 | 4250
Steels 160 Food S a
E (<35HRC) ae<0.3D fn‘:mm‘iﬁ 2040 | 2040 | 2040 | 2040 | 2040 | 2040 | 2040 | 2040 | 2040
ap<0.15D Rotation Speed | o550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
Alloy Steels 120 (min-1)
(35-48HRC) Feed Speed
ae<0.15D ‘ 1220 | 1280 | 1330 | 1270 | 1240 | 1220 | 1220 | 1210 | 1210
(mm/min)
ap<0.2D R°t"‘(trin°i2_s1‘))eed 8760 | 7010 | 5840 | 5010 | 4380 | 3890 | 3500 | 3190 | 2920
M Stainless Steels 110 Food Soosd
- eed Spee
ae<0.2D (mmimin) 1220 | 1260 | 1290 | 1260 | 1260 | 1250 | 1260 | 1270 | 1290
Grey Cast Irons/ ap<0.2D R°t"‘}trin°iz_s1§’eed 11150| 8920 | 7430 | 6370 | 5570 | 4950 | 4460 | 4050 | 3720
Ductile Cast Irons 140 Food S P
(<32HRC) ae<0.2D eed spee 1560 | 1610 | 1640 | 1610 | 1610 | 1590 | 1610 | 1620 | 1640
m (mm/min)
) ap<0.1D Rotation Speed | o550 | 7640 | 6370 | 5460 | 4780 | 4250 | 3820 | 3470 | 3190
High Alloy Cast Irons 120 (min-1)
(35-45HRC) Feed Speed
2e<0.1D (mmimin) 1220 | 1280 | 1330 | 1310 | 1340 | 1310 | 1300 | 1320 | 1340
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Recommended Cutting Conditions
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4 Flute Variable Helix Square End Mill For Steels, Cast Iron——Slotting
Workpiece Material Cutting Depth Ve Tool Diameter | 3 4 6 8 10 | 12 | 16 | 20
(mm) m/min (mm)
Carbon Steels/ Alloy ROta(trL‘}E_ﬁ‘)’eed 8490 | 6370 | 4250 | 3190 | 2550 | 2120 | 1590 | 1270
Steels ap<1D 80 Food S P
(<35HRC) eed spee 1050 | 1220 | 970 | 850 | 790 | 760 | 850 | 870
E (mm/min)
Rotation Speed | 5370 | 4780 | 3190 | 2390 | 1910 | 1590 | 1190 | 960
Alloy Steels ap<0.5D 60 (min-1)
(35-48HRC) P Feed Speed
‘ 660 | 730 | 600 | 500 | 470 | 480 | 490 | 500
(mm/min)
R"tjﬂﬂgﬁg’eed 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
M Stainless Steels ap<0. 3D 55 Foed Speod
(ot 420 | 420 | 470 | 450 | 430 | 430 | 380 | 350
Grey Cast Irons/ R“i‘rincm_ﬁ‘)’eed 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 | 880
Ductile Cast Irons ap<0.8D 55 Feed Speed
<32HRC
m ( ) (mm/min) 560 | 600 | 560 | 480 | 460 | 450 | 410 | 370
, Rotation Speed | 534 | 3980 | 2650 | 1990 | 1590 | 1330 | 1000 | 800
High Alloy Cast Irons ap<0.5D 50 (min-1)
(35-45HRC) P FeedSpeed | 450 | 460 | 480 | 400 | 380 | 380 | 350 | 320
(mm/min)
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Tl-_.TIME Carbide End Mill Cutter

Recommended Cutting Conditions

Carbide End Mill Cutter(HRC 48)

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Stainless Steels, Titanium Alloys

—Side Milling
Workpiece Material c““'(';?ngepth e T°°'(?,::1“)‘ete' 1 2 | 4| 6| 8| 10| 12| 16| 20
Rotation Speed
ap < 1.5D . 25000 | 15900 | 8000 | 5300 | 4000 | 3200 | 2600 | 2000 | 1600
p Cmin -1)
M Stainless Steels 100
Feed Speed
ae<0.1D } P 850 | 850 | 960 | 1000 | 1000 | 760 | 720 | 620 | 520
mm-min)
Rotation Speed
ap=<1.5D Cmin—1) 20000 | 12720 | 6400 | 4240 | 3200 | 2560 | 2080 | 1600 | 1280
min —
E Titanium Alloys 80
_ Feed Speed
ae< 0.1D (mm-min) 680 680 768 | 800 | 800 | 608 | 576 | 496 | 416

Carbide End Mill Cutter(HRC 48) E

2 Flutes Square End Mill For Stainless Steels, Titanium Alloys——Side Milling

Cutting Depth Ve Tool Diameter

Workpiece Material T it (mm) 1 2 4 6 8 10 12 16 20

Rotation Speed
ap < 1.5D (min-1) 25000 | 15900 | 8000 | 5300 | 4000 | 3200 | 2600 | 2000 | 1600
min-

M Stainless Steels 100

Feed Speed

ae< 0.1D . 425 425 480 | 500 | 500 | 380 | 360 | 310 | 260
(mm/min)

Rotation Speed

ap < 1.5D (min-1) 20000 | 12720 | 6400 | 4240 | 3200 | 2560 | 2080 | 1600 | 1280
min—
E Titanium Alloys 80
Feed Speed
ae< 0.1D . 340 340 384 | 400 | 400 | 304 | 288 | 248 | 208
(mm/min)
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TGTIME Carbide End Mill Cutter

Recommended Cutting Conditions

Carbide End Mill Cutter(HRC 48) m

[ : Cutting Depth Ve Tool Diameter
Workpiece Material ) i (mm) 1 2 4 6 8 10 12 16 20
ap<0.1D R°ta(t'°." S;‘;eed 10000 | 8600 | 5600 | 3700 | 2800 | 2200 | 1800 | 1400 | 1100
min—
M Stainless Steels 70
ae < 1.0D Feed Speed 300 | 300 | 225 | 240 | 240 | 190 | 165 | 150 | 135
(mm/min)
Rota
ap<0.1D °tit'°." 31")eed 8000 | 6880 | 4480 | 2960 | 2240 | 1760 | 1440 | 1120 | 880
min—
E Titanium  Alloys 55
ae < 1.0D Feed Speed 240 | 240 | 180 | 192 | 192 | 152 | 132 | 120 | 108
(mm/min)

Carbide End Mill Cutter(HRC 48) m

2 Flutes Ball Nose End Mill For Stainless Steels, Titanium Alloys——Profiling Milling

Cutting Depth Ve Tool Diameter 1 2 4 6 8 10 12 16 20

Workpiece Material i) il (mm)

Rotation Speed

ap < 0.2D (min-1) 25000 | 15900 | 8000 | 5300 | 4000 | 3200 | 2600 | 2000 | 1600

M Stainless Steels 100
Feed Speed

(mm/min) 360 360 | 408 | 425 | 425 | 323 | 306 | 260 | 221

ae < 0.2D

Rotation Speed
ap = 0.2D 20000 | 12720 | 6400 | 4240 | 3200 | 2560 | 2080 | 1600 | 1280

(min—-1)
E Titanium Alloys 80

ae< 0.2D

Feed Speed

(mm/min) 288 288 320 | 340 340 | 260 | 250 | 208 | 180
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Recommended Cutting Conditions
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Carbide End Mill Cutter(HRC 48) m

4 Flutes Ball Nose End Mill For Stainless Steels, Titanium Alloys——Profiling Milling

: . Cutting Depth Ve Tool Diameter
Workpiece Material e, . (mm) 1 2 4 6 8 10 12 16 20
Rotation Speed
ap=0.2D (min-1) 25000 | 15900 | 8000 | 5300 | 4000 | 3200 | 2600 | 2000 | 1600
min—
M Stainless Steels 100
Feed Speed
ae < 0.2D ) 720 720 816 | 850 | 850 | 646 | 612 | 520 | 442
(mm/min)
Rotation Speed
ap=0.2D (min-1) 20000 | 12720 | 6400 | 4240 | 3200 | 2560 | 2080 | 1600 | 1280
min—
E Titanium Alloys 80
ae < 0.2D Feed Speed 576 | 576 | 320 | 680 | 680 | 520 | 490 | 416 | 350
(mm/min)

Carbide End Mill Cutter(HRC 48) B

6/7 Flutes Square End Mill
6/7 Flutes Corner Radius End Mill For Stainless Steels, Titanium Alloys —Side Milling
Workpiece Material C“"'(',"?m[;epth o T°°'(?T:fnr;'et°' 1 2 | 4| 6| 8| 10] 12| 16| 20
Rotation Speed
ap < 1.5D Coin 1 25000 | 15900 | 8000 | 5300 | 4000 | 3200 | 2600 | 2000 | 1600
: min —
M Stainless Steels 100
Feed Speed
ae<0.1D eed Spee 850 | 850 | 960 | 1000 | 1000 | 760 | 720 | 620 | 520
(mm-min)
Rotation Speed
ap< 1D Coin 1) 20000 | 12720 | 6400 | 4240 | 3200 | 2560 | 2080 | 1600 | 1280
min —
E Titanium Alloys 80
- Feed Speed
ae < 0.02D =i 680 | 680 | 768 | 745 | 675 | 608 | 576 | 496 | 416
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TnTIME Carbide End Mill Cutter

Recommended Cutting Conditions

Carbide End Mill Cutter(HRC 48)

3 Flutes Square End Mill For Aluminium Alloys——Side Milling

Workpiece Material Cutting Depth Ve Tool Diameter 2 4 6 8 10 12
(mm) m/min (mm)
ap<1.5D Rotation Speed | 15400 | 12000 | 10600 | 10000 | 9500 | 9300
Aluminium Alloys 150 (min-1)
nium _
(Si<12%) 2e<0.2D (60-350) Feed Speed 1150 | 1570 | 1650 | 1800 | 2300 | 3100
m (mm/min)
Rotation Speed
<1. ’
CopperAloys ap<1.5D 150 s 16000 | 12000 | 10600 | 10000 | 9500 | 9300
(<Hb200) - (60-350) Feed speed
ae<0.2D Cmiioim 1030 | 1420 | 1490 | 1610 | 2060 | 2800

Carbide End Mill Cutter(HRC 48)

3 Flute Square End Mill For Aluminium Alloys——Slotting

Workpiece Material Cu‘"('l'r?mD)ePth e vl (?r:f'n';‘e‘e' 2 4 6 8 10 | 12
Aluminium Aloys ap<0. 5D 150 ROta(tr;"ig_f‘)’eed 12800 | 10000 | 9300 | 8750 | 8000 | 7450

(Sit2%) ae=1D (60-350) F?n‘:‘:qlsn‘q’ﬁ]e)d 760 | 1080 | 1300 | 1470 | 1530 | 1700

m CopperAloys ap<0.5D 150 ROta(tr;"ig_f‘)’eed 12800 | 10000 | 9300 | 8750 | 8000 | 7450
(<Hb200) ae=1D (60-350) F?n‘:‘:qlsn‘q’ﬁ]e)d 890 | 970 | 1160 | 1320 | 1380 | 1530

Carbide End Mill Cutter(HRC 48)

2 Flutes Ball Nose End Mill For Aluminium Alloys, Copper Alloys——Profiling Milling

i . Cutting Depth Ve Tool Diameter
Workpiece Material ) e (mm) 1 2 4 6 8 10 12
_ Rotation Speed
ap < 0.3D 150 (min-1) 19000 | 15900 | 11900 | 10600 | 8000 | 7950 | 7950
Aluminium Alloys
y ( 60 -350 ) Feed Speed
ae < 0.3D 950 1600 | 1900 | 2500 | 2550 | 3200 | 3800
m ap < 0.3D Rotation Sf’ee" 19000 | 15900 | 11900 | 10600 | 8000 | 7950 | 7950
150 (min-1)
Copper Alloys ¢ 60 - 350 )
Feed Speed
ae < 0.3D . 860 1430 | 1720 2300 | 2300 | 2850 | 3450
(mm/min)
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Tl-_.TIME Carbide End Mill Cutter

Recommended Cutting Conditions

Carbide End Mill Cutter(HRC 48) L

3 Flutes Square End Mill For Aluminium Alloys, Copper Alloys——Side Milling

Cutting Depth Ve Tool Diameter

Workpiece Material {mm) il (mm) 1 2 4 6 8 10 12 16 20

Rotation Speed
ap < 1.5D (min-1) 18000 | 16000 | 15000 {12000 | 12000 | 10000 | 8000 | 6000 | 5000

min-
150

Aluminium Al
uminium Alloys (50-350)

Feed Speed
(mm/min)

ae=0. Tmm 1000 | 1000 | 1000 |[1000 {1000 | 1000 | 1000 | 1000 | 1000

Rotation Speed

ap =< 1.5D ) 14400 | 12800 | 12000 | 9600 | 9600 | 8000 | 6400 | 4800 | 4000
150 (min—1)
Copper Alloys ( 50-350)
Feed Speed
ae=0. Tmm ’ 900 900 | 900 | 900 | 900 | 900 | 900 | 900 | 900
(mm/min)

Carbide End Mill Cutter(HRC 48) m

Cutting Depth Ve Tool Diameter 1 2 4 6 8 10 12 16 20
(mm) m/min (mm)

Workpiece Material

Rotation Speed
(min-1) 12600 | 11200 10500 | 8400 | 8400 | 7000 | 5600 | 4200 | 3500
150

Alumini All <1.5D
uminium Alloys ap ( 50-350)

Feed Speed

m (mm/min)

Rotation Speed

2000 | 2000 | 2000 | 2000 | 2000 | 2000 | 2000 | 2000 | 2000

10080 | 8960 | 8400 | 6720 | 6720 | 5600 | 4480 | 3360 | 2800

(min-1)
150
Copper Alloys ap=< 1.5D
(50350 Feed Speed
p, 1800 | 1800 | 1800 | 1800 | 1800 | 1800 | 1800 | 1800 | 1800
(mm/min)
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Recommended Cutting Conditions
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Carbide End Mill Cutter(HRC 65)

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Die Steel, Hardened Steel

—Side Milling
: : Cutting Depth Ve Tool Diameter
Workpiece Material i) wlchn (mm) 2 4 6 8 10 12 16 20
Rotation Speed
Die Steels ap<1.0D (min 1) 23000 | 11750 | 7800 | 5800 | 4700 | 3900 | 2900 | 2350
in_
Hardened Steels 150
(HRC< 48) ae < 0.04D Feed Speed 1150 | 1350 | 1500 | 1300 | 1100 | 900 | 750 | 600
(mm/min)
ap<1.0D Rotation Speed 18400 | 9400 | 6240 | 4640 | 3760 | 3120 | 2320 | 1880
Hardened Steels 120 (min-1)
m (48 ~55HRC)
ae < 0.04D Feed Speed 920 | 1080 | 1200 | 1040 | 880 | 720 | 600 | 480
(mm/min)
Rotation Speed
ap<1.0D o 14720 | 7520 | 4992 | 3712 | 3008 | 2496 | 1856 | 1504
Hardened Steels (min-1)
(55 ~65HRC) 100
Feed Speed
ae < 0.04D ) 736 | 864 | 960 | 832 | 704 | 576 | 480 | 384
(mm/min)

Carbide End Mill Cutter(HRC 65)

2 Flutes Ball Nose End Mill For Die Steel, Hardened Steel——Profiling Milling

Cutting Depth

Ve

Tool Diameter

Workpiece Material o) il (mm) 2 4 6 8 10 12 16 20
Rotation Speed
_ 0.05 <ap<0.1D ofation Spee 23000 | 11750 | 7800 | 5800 | 4700 | 3900 | 2900 | 2350
Die Steels (min-1)
Hardened Steels 150
HRC< 48 Feed Speed
¢ ) ae < 0.02D eed Spee 920 | 1080 | 1200 | 1040 | 880 | 720 | 600 | 480
(mm/min)
Rotation Speed
0.05<ap< 0.1D min 1) 18400 | 9400 | 6240 | 4640 | 3760 | 3120 | 2320 | 1880
in-
Hardened Steels
120
(48 ~55HRC) eed Sooed
ae < 0.02D eed spee 736 | 864 | 960 | 832 | 704 | 576 | 480 | 384
(mm/min)
0.05 <ap<0.1D Rotation Speed | 14720 | 7520 | 4992 | 3712 | 3008 | 2496 | 1856 | 1504
Hardened Steels (min-1)
100
(55 ~-65HRC) Coed Soeed
ae< 0.02D eed Spee 500 | 690 | 768 | 670 | 560 | 460 | 384 | 300
(mm/min)
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TGTIME Carbide End Mill Cutter

Recommended Cutting Conditions

Carbide End Mill Cutter(HRC 35-55)

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Carbon Steels, Alloy Steels, Stainless

Steels——Side Milling

i i Cutting Depth Ve Tool Diameter
Workpiece Material ) it (mm) 6 8 10 12 16 20
Rotation Speed
Carbon Steels ap < 1.5D (min-1) 4770 | 3580 | 2860 | 2390 1790 1430
Alloy Steels 90
(HRC< 35) ae < 0.3D Feed Speed 400 | 610 | 620 | 560 | 540 | 500
/min)
(mm/min
Alloy Steels ap < 1.5D Rotation Speed 4240 | 3180 | 2550 | 2120 | 1590 | 1270
Hardened (min-1)
80
E Steels .
(35 - 48HRC) ae < 0.3D ?ed ?p?id 330 | 510 | 510 | 460 | 450 | 420
mm/min
Rotation Speed
ap < 1.5D . 3445 2580 2070 1720 1290 1160
Hardened (min-1)
Steels 65
(48 -55HRC) Feed Speed
ae < 0.3D (mm/min) 264 408 408 368 360 336
Rotation Speed
ap < 1.5D (min-1) 3710 | 2790 | 2230 1860 1390 1110
min—
Stainless
M 7
Steels
Feed Speed
ae =< U. .
< 0.3D (mm/min) 290 450 450 410 390 360
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Recommended Cutting Conditions
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Carbide End Mill Cutter(HRC 35-55)

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Carbon Steels, Alloy Steels, Stainless

Steels——Side Milling

P i Cutting Depth Ve Tool Diameter
Workpiece Material i) . (mm) 6 8 10 12 16 20
Rotation Speed
ap < 1.0D . 4240 3180 2550 2120 1590 1270
Carbon Steels (min—1)
Alloy Steels 90
(HRC < 35) Feed Speed
ap max=12mm (mm/min) 320 350 380 350 340 330
Alloy Steels ap < 1.0D Rotation Speed 3710 | 2790 | 2230 | 1860 | 1390 | 1110
Hardened (min-1)
80
E Steels Feed Speed
(35 - 48HRC) ap max-12mm eed spee 260 | 290 | 310 | 200 | 280 | 270
(mm/min)
Rotation Speed
ap < 1.0D . 3000 2200 1800 1500 1100 900
Hardened (min-1)
Steels 65
(48 -55HRC) Feed Speed
ap max=12mm . 208 232 248 232 224 216
(mm/min)
ap < 1.0D Rotation Speed 3180 | 2390 | 1910 | 1590 | 1190 | 950
Stainless (min-1)
M 2
Steels Feed Speed
ap max=12mm eed spee 220 | 250 | 270 | 240 | 240 | 230
(mm/min)
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TnTIME Carbide End Mill Cutter

Recommended Cutting Conditions

Carbide End Mill Cutter(HRC 48)

2 Flutes Square End Mill/ 2 Flutes Corner Radius End Mill For Aluminium Alloys, Copper Alloys

——Side Milling / Slotting Milling

Workpiece Material  [Cutting Depth o T°°'(?n':1';‘ete' 01 |02 | 03| 04|05]|06|07]|08]|o09
ap< 0.05D o ROta(tr'n"i:i‘;eed 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
Aluminium Alloys (30-110) Feed Speed
ae<1.0D 200 | 300 | 500 | 1400 | 2000 | 2800 | 3150 | 3500 | 3750
(mm/min)
m ap< 0.05D Rotation Speed | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
65 (min-1)
Copper Alloys (30-110)
F
ae<1.0D eed Speed 180 | 270 | 450 | 1260 | 1800 | 2520 | 2835 | 3150 | 3375
(mm/min)

Carbide End Mill Cutter(HRC 48) ﬂ

2 Flutes Ball Nose End Mill For Aluminium Alloys, Copper Alloys——Profiling Milling

. . Cutting Depth Ve Tool Diameter 2 ) A ) L 7 !
Workpiece Material i it (mm) 0 0.3 0 0.5 0.6 0 0.8
Rotation Speed
ap < 0.05D Conin -1 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
. 65
Aluminium Alloys
(30-110)
Feed Speed
ae< 1.0D . 255 425 1190 1700 | 2380 | 2700 | 2975
(mm-min)
Rotation Speed
ap < 0.05D Conin -1 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
Copper Alloys 6
pper Aoy (30-110)
Feed Speed
ae< 1.0D . 229.5 380 1070 | 1530 | 2142 | 2400 | 2680
(mm-min)
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Recommended Cutting Conditions
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Steels——Side Milling / Slotting Milling

Carbide End Mill Cutter(HRC 48)

2 Flutes Square End Mill / 2 Flutes Corner Radius End Mill For Carbon Steels, Alloy Steels, Stainless

Workpiece Material | Cutting Depth | Ve Tool Diameter | 4 | o5 | g3 | 04| 05| 06| 07|08/ o009
(mm) m/min (mm)
Rotation Speed
ap=<0.05D min1) 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
Carbon Steels 65
E Alloy Steels (30-110>
Feed Speed
ae<1.0D . 180 | 270 | 450 | 1260 | 1800 | 2520 | 2835 | 3150 | 3375
(mm/min)
Rotation Speed
ap<0.05D min 1) 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
M . 65
Stainless Steels (30-110)
ae<1.0D Feed Speed | 155 | 243 | 405 | 1134 | 1620 | 2268 | 2500 | 2835 | 3000
(mm/min)

Carbide End Mill Cutter(HRC 48)

2 Flutes Ball Nose End Mill For Carbon Steels Alloy Steels, Stainless Steels——Profiling Milling

Workpiece Material Cutting Depth Ve looliDiameter 0.2 0.3 0.4 0.5 0.6 0.7 0.8
(mm) m/min (mm)
ap < 0.05D Rotation Speed | 5300 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
min—1
E Carbon Steels 65 ( )
Alloy Steels (30-110)
ae<1.0D Feed Speed 230 | 380 | 1100 | 1530 | 2142 | 2430 | 2700
(mm/min)
Rotation Speed
ap < 0.05D min1) 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
. 65
M Stainless Steels
(30-110)
Feed Speed
ae<1.0D . 207 | 342 | 990 | 1377 | 1900 | 2187 | 2430
(mm/min)
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Carbide End Mill Cutter(HRC 48~60)

2 Flutes Square End Mill / 2 Flutes Corner Radius End Mill For Carbon Steels, Alloy Steels, Stainless

Steels——Side Milling / Slotting Milling

Workpiece Material C““i(""‘gm")epth m)’nﬁin T°°'(?r:ﬁ1“;ete’ 01 | 02| 03|04 | 05]|06]|07]|o08] o009
Rotation Speed
ap<0.03D : 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
Alloy Steels (min-1)
65
Hardened Steels
(< HRC50) (30-110)
ae<1.0D Feed Speed 180 | 270 | 450 | 1260 | 1800 | 2520 | 2835 | 3150 | 3375
m (mm/min)
ap<0.03D Rotation Speed | 45000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
Hardened Steels 65 (min-1)
(50-60HRC) (30-110)
ae<1.0D Feed Speed 162 | 243 | 405 | 1134 | 1620 | 2268 | 2500 | 2835 | 3000
(mm/min)

Carbide End Mill Cutter(HRC 48~60) ﬂ

2 Flutes Ball Nose End Mill For Die Steels, Hardened Steels——Profiling Milling

: : Cutting Depth Ve Tool Diameter
Workpiece Material ) il (mm) 0.2 0.3 0.4 0.5 0.6 0.7 0.8
Rotation Speed
ap < 0. 03D i 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
Alloy Steels 65 (min—1)
Hardened Steels
(< HRC50) (30-110)
ae<1.0D Feed Speed 230 | 380 | 1100 | 1530 | 2142 | 2430 | 2700
m (mm/min)
ap < 0.03D Rotation Speed 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
Hardened Steels 65 (min=1)
( 50-60HRC) (30-110)
Feed Speed
ae< 1.0D . 207 342 990 1377 | 1900 | 2187 | 2430
(mm/min)
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Carbide End Mill Cutter(HRC 48)

4 Flutes Square End Mill For Carbon Steels, Alloy Steels, Cast Iron——Slotting Milling

Cutting Depth Vi Tool Di t
Workpiece Material (I B ¢ ool Biameter 3 4 6 8 10 | 12 | 16 | 20
(mm) m/min (mm)
Rotation Speed
Carbon Steels (min-1) 8490 | 6370 | 4250 | 3190 | 2550 | 2120 | 1590 | 1270
min-
Alloy Steels ap <1.0D 80
Feed Speed
(HRC <35 . 1050 | 1220 970 850 790 760 850 870
E (mm/min)
Rotation Speed
Alloy Steels (min-1) 6370 | 4780 | 3190 | 2390 | 1910 | 1590 | 1190 960
min-
Hardened Steels ap <0.5D 60 Foed Soeed
eed Spee
(35-48HRC) ) 660 | 730 | 600 | 500 | 470 | 480 | 490 | 500
(mm/min)
Rotation Speed
Grey Cast Irons (min-1) 5840 | 4380 | 2920 | 2190 | 1750 | 1460 | 1100 880
min-
m Ductile Cast ap <0.8/D 55
rons Feed Speed
(mm/min) 560 600 560 480 460 450 410 370

Carbide End Mill Cutter(HRC 48)

4 Flutes Square End Mill For Stainless Steels——Side Milling

Cutting Depth \"/ Tool Di t:
Workpiece Material el B © ool Blameter 3 4 6 8 | 10 | 12 | 16 | 20
(mm) m/min (mm)
Rotation Speed
ap<1.0D (min-1) 10600 | 7960 | 5300 | 3980 | 3180 | 2650 | 1990 | 1590
min-
M Stainless Steels 100
Feed Speed
ae <0.1D i 650 700 680 730 660 600 490 460
(mm/min)

Carbide End Mill Cutter(HRC 48)

4 Flutes Square End Mill For Stainless Steels——Slotting Milling

ing Depth V Tool Di
Workpiece Material Cutting Dept ¢ ool Diameter 8 4 6 8 10 | 12 | 16 | 20
(mm) m/min (mm)
Rotation Speed
ap <0.1D (min-1) 4770 | 3580 | 2390 | 1790 | 1430 | 1195 895 715
min-
M Stainless Steels 45
Feed Speed
ae<1D 280 240 210 310 310 310 270 240
(mm/min)
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TaTIME Carbide End Mill Cutter

Recommended Cutting Conditions

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Steels, Cast Iron——Side Milling
Workpiece Material SHtoDeRl Ve Tool Diameter 3 4 6 8 10 | 12 | 16 | 20
(mm) m/min (mm)
Rotation Speed
Carbon Steels ap<1.5D (min-1) 21230 | 15920 | 10620 | 7960 | 6370 | 5310 | 3980 | 3190
Alloy Steels 200 Feed Speed
ee ee
(HRC<35) ae<0.4D pe 1910 | 2545 | 2545 | 2545 | 2550 | 2550 | 3185 | 3180
(mm/min)
E Rotation Speed
Alloy Steels ap<1.5D (min-1) 20160 | 15120 | 10080 | 7560 | 6050 | 5040 | 3780 | 3020
Hardened Steels 190 Feed Speed
(35-48HRC) ae<0.4D eed Spee 1815 | 2420 | 2420 | 2420 | 2420 | 2420 | 3025 | 3020
(mm/min)
Rotation Speed
ap<1.5D i 19100 | 14320 | 9550 | 7160 | 6730 | 4770 | 3580 | 2860
Grey Cast Irons (min-1)
; 180
Ductile Cast Irons Feed Speed
ae<0.4D ) 1375 | 1835 | 1835 | 1835 | 1835 | 1835 | 2290 | 2290
(mm/min)

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Steels, Cast Iron——Slotting Milling
Workpiece Material Etioept hel ooibiaetey 3 4 6 8 10 12 16 | 20
(mm) m/min (mm)
Rotation Speed
Carbon Steels (min-1) 16980 | 12730 | 10620 | 7960 | 6370 | 5310 | 3980 | 3190
Alloy Steels ap<1.5D 160
HRC<35) Feed Speed
( < . 1225 | 1630 | 2545 | 2545 | 2550 | 2550 | 3185 | 3180
E (mm/min)
Rotation Speed
Alloy Steels (min-1) 14850 | 11140 | 10080 | 7560 | 6050 | 5040 | 3780 | 3020
Hardened Steels ap<1.5D 140 Fesd Speed
(35-48HRC) e 1070 | 1425 | 2420 | 2420 | 2420 | 2420 | 3025 | 3020
(mm/min)
Rotation Speed
. 16980 | 12730 | 8490 | 6370 | 5090 | 4240 | 3180 | 2550
Grey Cast Irons (min-1)
: ap<1.5D 160
Ductile Cast Irons Feed Speed
. 1070 | 1425 | 1425 | 1425 | 1425 | 1425 | 1780 | 1785
(mm/min)
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TnTIME Carbide End Mill Cutter

Recommended Cutting Conditions

Carbide End Mill Cutter(HRC 48)

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Carbon Steels, Alloy Steels,

Cast Iron——Side Milling

Workpiece Material e ;:ﬁ’"?)epth mx:in e (2":;‘“‘” 4 5 6 8 10 | 12 | 16 | 20
Rotation Speed
Carbon Steels ap<1.0D (min-1) 8600 | 6500 | 5600 | 4200 | 3300 | 2800 | 2000 | 1600
Alloy Steels 108 Foed Soecd
eel eel
(HRC<35) ae<0.1D (mm /:ﬂn) 516 | 520 | 560 | 588 | 528 | 560 | 528 | 512
E Rotation Speed
Alloy Steels ap<1.0D (min-1) 8600 | 5600 | 4200 | 3300 | 2800 | 5310 | 2000 | 1600
Hardened Steels 108 Feod Spesd
_ eel ee
(35-45HRC) ae<0.1D (mm /:1in) 516 | 520 | 560 | 588 | 528 | 560 | 528 | 512
Rotation Speed
ap<1.0D ) 8600 | 5600 | 4200 | 3300 | 2800 | 5310 | 2000 | 1600
Grey Cast Irons 108 (min-1)
Ductlle Cast Irons 0.1D Feed Speed 516 | 520 | 560 | 588 | 528 | 560 | 528 | 512
ae<t (mm/min)

Carbide End Mill Cutter(HRC 48)

4 Flutes Square End Mill / 4 Flutes Corner Radius End Mill For Carbon Steels, Alloy Steels,

Cast Iron——Slotting Milling

Cutting Depth V Tool Diamet:
Workpiece Material el Bl © oot Blameter 4 5 6 8 | 10 | 12 | 16 | 20
(mm) m/min (mm)
Rotation Speed
Carbon Steels ap <1.0D i1 6880 | 5200 | 4480 | 3360 | 2640 | 2240 | 1600 | 1280
Alloy Steels 80 (min-1)
Feed Speed
(HRC <35) ae <0.1D ] 310 | 312 | 336 | 353 | 317 | 336 | 317 | 308
(mm/min)
E Rotation Speed
Alloy Steels ap <1.0D (min1) 6880 | 4480 | 3360 | 2640 | 2240 | 4248 | 1600 | 1280
Hardened Steels 80 Feod Sneed
eed Spee
(35-45HRC) ae <0.1D 310 | 312 | 336 | 353 | 317 | 336 | 317 | 308
(mm/min)
Rotation Speed
Grey Cast Irons ap <1.0D i1 6880 | 4480 3360 | 2640 | 2240 | 4248 | 1600 | 1280
min-
Ductile Cast 80 ( )
Feed Speed
Irons ae <0.1D 310 312 336 353 317 336 317 308
(mm/min)
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Carbide End Mill Cutter(HRC 48) m

2 Flutes Ball Nose End Mill For Carbon Steels, Alloy Steels,

Cast Iron——Profilling

Cutting Depth Ve Tool Diameter

Workpiece Material LR 4 5 6 8 | 10 | 12 | 16 | 20

(mm) m/min (mm)

Rotation Speed

Carbon Steels ap <0.2D 8600 | 6500 | 5600 | 4200 | 3300 | 2800 | 2000 | 1600
(min-1)

Alloy Steels 108

Feed Speed

(HRC <39%) ae <0.2D ) 516 | 520 | 560 | 588 | 528 | 560 | 528 | 512
E (mm/min)
Rotation Speed

Alloy Steels ap <0.2D (min-1) 8600 | 5600 | 4200 | 3300 | 2800 | 5310 | 2000 | 1600
Hardened Steels 108 Foed Speed
eed Spee

(35-45HRC) ae <0.2D . 516 520 560 588 528 560 528 512
(mm/min)
Rotation Speed

Grey Cast Irons ap <0.2D (min-1) 8600 | 5600 | 4200 | 3300 | 2800 | 5310 | 2000 | 1600

m Ductile Cast 108

Feed Speed

Irons ae <0.2D i 516 520 560 588 528 560 528 512
(mm/min)

Carbide End Mill Cutter(HRC 43) B

4 Flutes Corner Radius For Carbon Steels, Alloy Steels——Side Milling

Cutting Depth Tool Diameter

Workpiece Material 4 6 8 10 12 16 20
(mm) (mm)

Cutting Speed

Carbon Steels ap<1.0D 126 160 163 160 160 160 160
( m/min’)
Alloy Steels

Feed Speed

(HRC<30) ae<0.5D 1000 890 780 612 516 384 306

E ( mm/min )

Cutting Speed

Alloy Steels ap<1.0D 126 160 163 160 160 160 160
( m/min )
Hardened Steels
Feed Speed
(HRC<30) ae<0.5D 1000 | 890 780 612 516 384 306
( mm/min )
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Carbide End Mill Cutter(HRcC 48)

4 Flutes Corner Radius For Carbon Steels, Alloy Steels——Slotting Milling

Workpiece Material Cutting Depth Tool Diameter 4 6 8 10 12 16 20
(mm) (mm)
Cutting Speed
Carbon Steels 100 150 151 151 151 151 151
( m/min )
Alloy Steels ap<1.0D
Feed Speed
(HRC<30) 600 850 700 580 480 360 288
E (- mm/min )
Cutting Speed
Alloy Steels 100 150 151 151 151 151 151
( m/min )
Hardened Steels ap<1.0D
Feed Speed
(HRC<30) 600 850 700 580 | 480 | 360 | 288
( mm/min )

Carbide End Mill Cutter(HRC 48)

4 Flutes Ball Nose End Mill For Carbon Steels, Alloy Steels, Stainless Steels——Profiling Milling

Workpiece Material Cutting Depth Ve Tool Diameter | o5 | 03 | 04 | 05 | 0.6 | 0.7 | 0.8
(mm) m/min (mm)
ap < 0.05D Rotation Speed | 45000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
min-1
E Carbon Steels 65 ( )
Alloy Steels (30-110)
ae<1.0D Feed Speed 460 | 760 | 2200 | 3060 | 4284 | 4860 | 5400
(mm/min)
Rotation Speed
ap < 0.05D min_1) 40000 | 40000 | 40000 | 40000 | 40000 | 40000 | 40000
. 65
M Stainless Steels
(30-110)
Feed Speed
ae<1.0D . 414 | 684 | 1980 | 2754 | 3800 | 4374 | 4860
(mm/min)
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ZSTNB series
2/3 FLUTES, TAPER NECK BACK DRAFT TYPE
e e | e | et
Ratio to standard depth of cut Depth of Cut X100% Depthof CutX80% Depthof CutX65% Depthof Cut X60%
R Mill Dia Neck Length Neck Angle Depth of Cut n \'i n \i n \%j n \'i
(mm) (mm) (mm) (mm) (min™)  (mm/min)  (min") (mm/min) (min") (mm/min) (min")  (mm/min)
1.0 0.4 0.017 40000 800 28000 504 26000 416 26000 364
1.5 0.4 0.009 40000 800 28000 504 26000 416 26000 364
01011 0.20 2.0 0.9 0.007 32000 461 22400 323 20800 266 20800 233
2.5 0.9 0.004 26000 333 18200 204 16900 189 16900 162
2.0 0.4 0.025 40000 1200 28000 756 26000 624 26000 546
0.15 | 0.30 3.0 0.9 0.013 32000 691 22400 484 20800 399 20800 349
4.0 0.9 0.010 26000 499 18200 306 16900 284 16900 243
2.0 0.4 0.035 40000 1600 28000 1008 26000 832 26000 728
3.0 0.4 0.020 40000 1600 28000 1008 26000 832 26000 728
4.0 0.4 0.007 32000 922 22400 645 20800 532 20800 466
0.20 1 0.40 4.0 0.9 0.009 32000 922 22400 645 20800 532 20800 466
5.0 0.4 0.006 26000 666 18200 408 16900 379 16900 324
5.0 0.9 0.007 26000 666 18200 408 16900 379 16900 324
4.0 0.4 0.040 40000 2000 28000 1260 26000 1040 26000 910
0.25 | 0.50 8.0 0.9 0.010 26000 728 18200 446 16900 414 16900 355
12.0 0.9 0.005 22400 627 15680 384 14560 3517 14560 306
2.0 0.4 0.050 40000 2160 28000 1361 26000 1123 26000 983
4.0 0.4 0.037 40000 2160 28000 1361 26000 1123 26000 983
5.0 0.4 0.031 40000 1512 28000 1176 26000 1040 26000 832
0.271 0.54 6.0 0.4 0.025 26000 1244 18200 871 16900 676 16900 629
6.5 0.4 0.020 26000 1011 18200 619 16900 575 16900 493
7.0 0.4 0.015 26000 899 18200 585 16900 543 16900 465
2.0 0.4 0.055 40000 2400 28000 1512 26000 1248 26000 1092
4.0 0.4 0.035 40000 2400 28000 1512 26000 1248 26000 1092
6.0 0.4 0.018 32000 1382 22400 968 20800 799 20800 699
6.0 0.9 0.020 32000 1382 22400 968 20800 799 20800 699
oz | e 8.0 0.9 0.020 26000 998 18200 612 16900 568 16900 487
10.0 0.4 0.013 26000 874 18200 585 16900 497 16900 426
10.0 0.9 0.015 26000 874 18200 535 16900 497 16900 426
12.0 0.9 0.010 26000 874 18200 535 16900 497 16900 426
15.0 0.4 0.005 22400 753 15680 461 14560 367 14560 367
15.0 0.9 0.006 22400 753 15680 461 14560 367 14560 367
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ZSTNB series
2/3 FLUTES, TAPER NECK BACK DRAFT TYPE
e e | e | et
Ratio to standard depth of cut Depth of Cut X100% Depthof CutX80% Depthof CutX65% Depthof Cut X60%
R Mill Dia Neck Length Neck Angle Depth of Cut n \'i n \i n \%j n \'i
(mm) (mm) (mm) (mm) (min")  (mm/min)  (min")  (mm/min)  (min") (mm/min) (min")  (mm/min)
4 0.4 0.062 32000 2560 22400 1613 20800 1331 20800 1165
6 0.4 0.045 32000 2560 22400 1613 20800 1331 20800 1165
0.4 0.8 8 0.9 0.026 25600 1475 17920 1032 16640 852 16640 745
12 0.9 0.020 20800 1065 14560 699 13520 606 13520 519
16 0.9 0.018 20800 932 14560 612 13520 530 13520 454
4 0.4 0.063 28300 2547 19810 1605 18395 1324 18395 1159
8 0.4 0.050 28300 2547 19810 1605 18395 1324 18395 1159
12 0.4 0.037 18400 1325 12880 811 11960 753 11960 646
05 0 16 0.4 0.024 18400 1325 12880 811 11960 753 11960 646
18 0.4 0.018 18400 1325 12880 811 11960 753 11960 646
20 0.4 0.015 15850 1141 11095 699 10303 649 10303 556
22 0.4 0.012 15850 1141 11095 699 10303 649 10303 556
24 0.4 0.009 14150 1019 9905 624 9198 579 9198 497
6 0.4 0.055 25600 2560 17920 1613 16640 1331 16640 1165
8 0.4 0.055 25600 2560 17920 1613 16640 1331 16640 1165
10 0.4 0.032 20800 1872 14560 1310 13520 1082 13520 946
10 0.9 0.035 20800 1872 14560 1310 13520 1082 13520 946
15 0.9 0.028 16640 1331 11648 874 10816 757 10816 649
20 0.4 0.018 16640 1331 11648 874 10816 757 10816 649
20 0.9 0.020 16640 1331 11648 874 10816 757 10816 649
0.50 1.0 25 0.9 0.017 14560 1165 10192 764 9464 662 9464 568
30 0.4 0.015 12480 874 8736 568 8112 487 8112 406
30 0.9 0.017 12480 874 8736 568 8112 487 8112 406
35 0.9 0.010 10400 728 7280 473 6760 406 6760 338
40 0.9 0.009 10000 700 7000 455 6500 390 6500 325
50 0.9 0.007 9500 665 6650 432 6175 371 6175 309
60 0.9 0.005 9000 630 6300 410 5850 351 5850 293
70 0.9 0.003 8500 595 5950 387 5525 332 5525 276
8 0.4 0.070 16960 2544 11872 1603 11024 1323 11024 1158
10 0.4 0.070 16960 2544 11872 1603 11024 11323 11024 1158
0 e 12 0.4 0.070 16960 2544 11872 1603 11024 1323 11024 1158
15 0.9 0.045 13568 1832 9498 1282 8819 1058 8819 926
20 0.9 0.040 11024 {(1323] 7717 810 7166 752 7166 645
30 0.9 0.028 11024 1323 7717 810 7166 752 7166 645
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TQTIME Carbide End Mill Cutter

Recommended Cutting Conditions

ZSTNB series
2/3 FLUTES, TAPER NECK BACK DRAFT TYPE
e e | e | et
Ratio to standard depth of cut Depth of Cut X100% Depthof CutX80% Depthof CutX65% Depthof Cut X60%
R Mill Dia Neck Length Neck Angle Depth of Cut n \'i n \i n \%j n \'i
(mm) (mm) (mm) (mm) (mm) (min")  (mm/min)  (min")  (mm/min)  (min") (mm/min) (min")  (mm/min)

4 0.4 0.120 14200 2556 9940 1610 9230 1329 9230 1163
8 0.4 0.100 14200 2556 9940 1610 9230 1329 9230 1163
12 0.4 0.080 14200 2556 9940 1610 9230 1329 9230 1163
16 0.4 0.070 14200 2556 9940 1610 9230 1329 9230 1163
20 0.4 0.060 9230 1329 6461 814 6000 756 6000 648

0.9 1.8 24 0.4 0.050 9230 1329 6461 814 6000 756 6000 648
28 0.4 0.040 9230 1329 6461 814 6000 756 6000 648
32 0.4 0.040 9230 1329 6461 814 6000 756 6000 648
36 0.4 0.030 9230 1329 6461 814 6000 756 6000 648
38 0.4 0.020 8000 1152 5600 706 5200 655 5200 562
40 0.4 0.020 8000 1152 5600 706 5200 655 5200 562
8 0.4 0.150 15200 3040 10640 1915 9880 1581 9880 1383
12 0.4 0.090 15200 3040 10640 1915 9880 1581 9880 1383
16 0.4 0.090 15200 3040 10640 1915 9880 1581 9880 1383
20 0.4 0.060 12160 2189 8512 1532 7904 1265 7904 1107
20 0.9 0.070 12160 2189 8512 1532 7904 1265 7904 1107
25 0.9 0.070 9880 1581 6916 968 6442 899 6422 771
30 0.4 0.040 9880 1581 6916 968 6442 899 6422 771

10 20 30 0.9 0.050 9880 1581 6916 968 6442 899 6422 771
35 0.9 0.050 9880 1581 6916 968 6442 899 6422 771
40 0.4 0.030 9880 1581 6916 968 6442 899 6422 771
40 0.9 0.040 9880 1581 6916 968 6442 899 6422 771
50 0.9 0.170 8512 1192 5958 775 5533 664 5533 558
60 0.9 0.010 (235 1013 5065 658 4703 564 4703 470
70 0.9 0.010 6150 861 4305 560 3997 480 3997 400
8 0.4 0.320 12720 3816 8904 2404 8268 1984 8268 1736
16 0.4 0.220 12720 3816 8904 2404 8268 1984 8268 1736
20 0.4 0.150 12720 3434 8904 2137 8268 1736 8268 1488
30 0.4 0.080 10176 2748 7123 1496 6614 1389 6614 1191

15 30 30 0.9 0.090 10176 2748 7123 1496 6614 1389 6614 1191
40 0.4 0.060 8268 1984 5788 1215 5374 1129 5374 967
40 0.9 0.070 8268 1984 5788 1215 5374 1129 5374 967
50 0.9 0.050 8268 1984 5788 1215 5374 1129 5374 967
60 0.9 0.030 7123 1710 4986 1047 4630 972 4630 833
70 0.9 0.020 6233 1496 4363 916 4051 851 4051 729
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Recommended Cutting Conditions
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ZSTNB series

2/3 FLUTES, TAPER NECK BACK DRAFT TYPE

Workgiece Mateia e s | e |
Ratio to standard depth of cut Depth of Cut X100% Depthof CutX80% Depthof CutX65% Depthof Cut X60%
R Mill Dia Neck Length Neck Angle Depth of Cut n \'i n \i n \%j n \'i
(mm) (mm) (mm) (mm) (mm) (min")  (mm/min)  (min")  (mm/min)  (min") (mm/min) (min")  (mm/min)
20 1 0.32 11900 2860 9000 2050 7800 1680 7800 1590
30 1 0.23 11900 2570 9000 1850 7800 1520 7800 1430
2.0 4 40 1 0.14 9500 1940 7200 1400 6200 1140 6200 1080
50 1 0.11 7800 1590 5800 1120 5000 920 5000 870
60 1 0.07 7800 1590 5800 1120 5000 920 5000 870
30 1 0.34 9500 2140 7200 1540 6200 1260 6200 1190
2.5 5] 40 1 0.25 9500 2140 7200 1540 6200 1260 6200 1190
60 1 0.15 6200 1320 4700 950 4000 770 4000 720
30 1 0.45 8000 2000 6000 1430 5200 1170 5200 1110
40 1 0.40 8000 1800 6000 1280 5200 1050 5200 990
50 1 0.32 8000 1800 6000 1280 5200 1050 5200 990
30 ° 60 1 0.22 6400 1360 4800 970 4100 780 4100 740
70 1 0.18 5200 1110 3900 790 3400 650 3400 610
80 1 0.14 5200 1110 3900 790 3400 650 3400 610
50 1 0.50 6000 1460 4500 1040 3900 850 3900 810
60 1 0.43 6000 1460 4500 1040 3900 850 3900 810
40 8 70 1 0.33 6000 1460 4500 1040 3900 850 3900 810
80 1 0.25 4800 1100 3600 780 3100 640 3100 600
60 1 0.70 4800 1300 3600 920 3100 750 3100 710
50 10 75 1 0.50 4800 1300 3600 920 3100 750 3100 710

» Please adjust the cutting depth index according to the cutting depth factors of above table.
» For Rib or Slotting machining process which are not easy for chip ejection, please reduce the cutting depth by 20~30% from
the above cutting condition.
ex) ZSTNB2040-20-10, HRC 55, Rib processing
Cutting depth : 0.32(standard cutting depth) X 0.65 X 0.8 =0.17mm
* In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
 If RPM of the machine is low, the feed rate should be low in the same ratio as RPM.
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Recommended Cutting Conditions
ZSTNR series
2FLUTES, TAPERNECK BACK DRAFT TYPE
—— -
Ratio to standard depth of cut Depth of Cut X 100% Depth of Cut X 80% Depth of Cut X 65% Depth of Cut X 60%
Mill Dia R Neck Length  Depth of Cut n \i n \%i n \i n \'i
(mm)  (mm) (mm) (mm) (min™)  (mm/min)  (min")  (mm/min)  (min")  (mm/min)  (min")  (mm/min)
0.2 0.05 2 0.007 39660 887 33660 754 29700 591 27720 483
4 0.009 30096 899 25582 764 22572 599 21067 489
0.05 5 0.007 26752 710 22739 528 20064 466 18726 B8]
04 4 0.009 31680 946 26928 804 23760 631 22176 518
010 5) 0.007 28160 747 23936 556 21120 490 19712 392
5 0.013 30413 1090 25851 753 22810 562 21289 453
0.5 0.10 8 0.008 24330 678 20681 468 18248 350 17031 282
10 0.007 18248 509 15511 351 13686 262 12773 211
12 0.010 20377 791 17320 546 15282 408 14264 329
06 010 15 0.006 16727 649 14218 448 12545 335 11709 270
0.8 0.20 6 0.045 31680 1084 26928 921 23760 723 22176 590
12 0.020 28160 943 23936 695 21120 613 19712 490
8 0.040 28512 1463 24235 1244 21384 976 19958 797
10 0.035 28512 1596 24235 1357 21384 1064 19958 869
15 0.028 25344 1261 21542 938 19008 828 17741 662
0.20 20 0.020 19008 828 16157 653 14256 532 13306 414
25 0.017 15840 690 13464 544 11880 443 11088 345
1.0 30 0.017 15840 690 13464 544 11880 443 11088 345
85 0.010 15840 690 13464 544 11880 443 11088 345
8 0.040 28512 1463 24235 1244 21384 976 19958 797
15 0.028 25344 1261 21542 938 19008 828 17741 662
030 25 0.017 15840 690 13464 544 11880 443 11088 345
30 0.017 15840 690 13464 544 11880 443 11088 345
10 0.050 21683 1079 18431 803 16262 708 15178 567
15 0.045 19712 981 16755 730 14784 644 13798 515
0.20 20 0.042 17347 863 14745 642 13010 567 12143 453
25 0.032 14784 644 12566 508 11088 414 10349 322
1.5 30 0.028 12320 536 10472 423 9240 345 8624 268
10 0.050 21683 1079 18431 803 16262 708 15178 567
20 0.042 17347 863 14745 642 13010 567 12143 453
0.30 25 0.032 14784 644 12566 508 11088 414 10349 322
30 0.028 12320 536 10472 423 9240 345 8624 268
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ZSTNR series

2FLUTES, TAPERNECK BACK DRAFT TYPE

Workpiece Mteria e i
Ratio to standard depth of cut Depth of Cut X 100% Depth of Cut X 80% Depth of Cut X 65% Depth of Cut X 60%

Mill Dia R Neck Length  Depth of Cut n \i n \%i n \i n \'i
(mm)  (mm) (mm) (mm) (min™)  (mm/min)  (min")  (mm/min)  (min")  (mm/min)  (min")  (mm/min)

30 0.045 13440 1254 11424 933 10080 823 9408 658

0.2 40 0.035 10080 823 8568 650 7560 529 7056 412

50 0.017 8400 686 7140 541 6300 441 5880 343

12 0.088 22680 1814 19278 1427 17010 1191 15876 1048

20 0.054 18144 1452 15422 1141 13608 953 12701 838

0.3 30 0.045 13440 1393 11424 1036 10080 914 9408 732

40 0.035 10080 914 8568 722 7560 588 7056 457

50 0.017 8400 762 7140 601 6300 490 5880 381

2 8 0.170 22680 1814 19278 1427 17010 1191 15876 1048

12 0.088 22680 1814 19278 1427 17010 1191 15876 1048

16 0.088 19278 1542 16386 1213 14459 1012 13495 891

20 0.054 18114 1452 15422 1141 13608 953 12701 838

05 25 0.054 15876 1270 13495 999 11907 833 11113 733

30 0.045 13440 1393 11424 1036 10080 914 9408 732

40 0.035 10080 914 8568 722 7560 588 7056 457

50 0.017 8400 762 7140 601 6300 490 5880 381

40 0.070 10240 956 8704 711 7680 627 7168 502

0.2 50 0.050 7680 627 6528 495 5760 403 5376 314

60 0.030 6400 523 5440 412 4800 336 4480 261

40 0.070 10240 1062 8704 790 7680 697 7168 557

3 0.3 50 0.050 7680 697 6528 550 5760 448 5376 348

60 0.030 6400 581 5440 458 4800 318 4480 290

40 0.070 10240 1062 8704 790 7680 697 7168 557

0.5 50 0.050 7680 697 6528 550 5760 448 5376 348

60 0.030 6400 581 5440 458 4800 373 4480 290

- Please adjust the cutting depth index according to the cutting depth factors of above table.
* In actual machining, the condition should be adjusted according to the machining shape, purpose and machine type.
+ If RPM of the machine is low, the feed rate should be low in the same ratio as RPM.
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TnTIME CBN End Mill(HRC<70)

Recommended Cutting Conditions

CN2BE

CPZBE SERIES

CBN 2 FLUTE BALL NOSE

STRENGTH HRC50~HRC60 HRC60~HRC70

Radius of Ball Nose DIA. LBS RPM FEED (r:ﬁq) (3;) RPM FEED (;&) (n‘;‘;)
R0.10 0.2 - 50000 500 0.003 0.003 50000 500 0.003 0.003
R0.10 0.2 0.5 50000 500 0.003 0.003 50000 500 0.003 0.003
R0.10 0.2 1.0 50000 300 0.003 0.003 50000 300 0.003 0.003
R0.15 0.3 - 50000 1000 0.005 0.005 50000 1000 0.005 0.005
R0.15 0.3 1.0 50000 600 0.005 0.005 50000 600 0.005 0.005
R0.15 0.3 1.5 50000 600 0.005 0.005 50000 600 0.005 0.005
R0.15 0.3 2.0 37500 300 0.005 0.003 37500 300 0.005 0.003
R0.20 0.4 - 50000 1200 0.005 0.005 50000 1200 0.005 0.005
R0.20 0.4 1.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005
R0.20 0.4 1.5 50000 720 0.005 0.005 50000 720 0.005 0.005
R0.20 0.4 2.0 50000 720 0.005 0.005 50000 720 0.005 0.005
R0.20 0.4 3.0 37500 360 0.005 0.003 37500 360 0.005 0.003
R0.25 0.5 - 50000 1500 0.005 0.005 50000 1500 0.005 0.005
R0.25 0.5 1.0 50000 1500 0.005 0.005 50000 1500 0.005 0.005
R0.25 0.5 2.0 50000 900 0.005 0.005 50000 900 0.005 0.005
R0.25 0.5 3.0 37500 450 0.005 0.003 37500 450 0.005 0.003
R0.25 0.5 4.0 37500 450 0.005 0.003 37500 450 0.005 0.003
R0.30 0.6 - 50000 2000 0.005 0.005 50000 2000 0.005 0.005
R0.30 0.6 2.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005
R0.30 0.6 3.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005
RO0.30 0.6 4.0 37500 600 0.005 0.003 37500 600 0.005 0.003
R0.30 0.6 6.0 37500 450 0.005 0.003 37500 450 0.005 0.003
R0.40 0.8 - 50000 2000 0.005 0.005 50000 2000 0.005 0.005
R0.40 0.8 2.0 50000 2000 0.005 0.005 50000 2000 0.005 0.005
R0.40 0.8 4.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005
R0.40 0.8 6.0 37500 600 0.005 0.003 37500 600 0.005 0.003
R0.40 0.8 8.0 37500 450 0.005 0.003 37500 450 0.005 0.003
R0.50 1.0 - 50000 3000 0.010 0.01 50000 3000 0.01 0.01
R0.50 1.0 25 50000 3000 0.010 0.01 50000 3000 0.01 0.01
R0.50 1.0 4.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01
R0.50 1.0 6.0 30000 1800 0.004 0.006 30000 1800 0.004 0.006
R0.50 1.0 8.0 20000 1200 0.004 0.006 20000 1200 0.004 0.006
RO0.60 1.2 - 50000 3000 0.010 0.01 50000 3000 0.01 0.01
R0.60 1.2 3.0 50000 3000 0.010 0.01 50000 3000 0.01 0.01
RO0.60 1.2 4.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01
R0.60 1.2 6.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01
RO0.60 1.2 8.0 20000 1200 0.004 0.006 20000 1200 0.004 0.006
R0.75 1.5 = 50000 3000 0.010 0.01 50000 3000 0.01 0.01
R0.75 1.5 4.0 50000 3000 0.010 0.01 50000 3000 0.01 0.01
R0.75 1.5 6.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01

ap RPM =_rev./mir_1.
_T_ FEIED = rr)m/mm.
Vc =m/min.
‘// fz=mm/t
ae
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TnTIME CBN End Mill(HRC<70)

Recommended Cutting Conditions
CN2BE
CPZBE SERIES
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CBN 2 FLUTE BALL NOSE

Workpiece Material Hardened Steels

STRENGTH HRC50~HRC60 HRCB0~HRC70
Radius of Ball Nose DIA. LBS RPM FEED (r:fn) (;;) RPM FEED (;&) (n‘;‘;)
R0.75 1.5 8 30000 1800 0.004 0.006 30000 1800 0.004 0.006
R0.75 1.5 10 20000 1200 0.004 0.006 20000 1200 0.004 0.006
R1.00 2.0 - 40000 3200 0.010 0.010 32000 2500 0.010 0.010
R1.00 2.0 6 40000 3200 0.010 0.010 32000 2500 0.010 0.010
R1.00 2.0 8 32000 2560 0.006 0.010 25600 2000 0.006 0.010
R1.00 2.0 10 32000 2560 0.006 0.010 25600 2000 0.006 0.010
R1.50 3.0 - 26500 2100 0.010 0.010 21500 1700 0.010 0.010
R1.50 3.0 8 26500 2100 0.010 0.010 21500 1700 0.010 0.010
R1.50 3.0 10 21200 1680 0.006 0.010 17200 1360 0.006 0.010
R1.50 3.0 12 21200 1680 0.006 0.010 17200 1360 0.006 0.010
R1.50 3.0 16 15900 1260 0.004 0.006 12900 1020 0.004 0.006
R1.50 3.0 20 10600 840 0.004 0.006 8600 680 0.004 0.006

RPM =rev./min.

ap_T_ FEED = mm/min.
V¢ =m/min.
/ fz=

ae
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TnTIME CBN End Mill(HRC<70)

Recommended Cutting Conditions
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CN2CR

CPZCR SERIES

CBN 2 FLUTE BALL NOSE
STRENGTH HRC50~HRC60 HRC60~HRC70

Radius of Ball Nose DIA. RPM FEED (:%) (;;) RPM FEED (;%) (;;)
0.2 - 50000 220 0.020 0.003 50000 200 0.010 0.002
0.2 0.5 50000 220 0.020 0.003 50000 200 0.010 0.002
0.2 1.0 50000 130 0.020 0.003 50000 120 0.010 0.002
0.3 - 50000 500 0.030 0.003 50000 400 0.020 0.002
0.3 1.0 50000 300 0.030 0.003 50000 240 0.020 0.002
0.3 15 50000 300 0.030 0.003 50000 240 0.020 0.002
0.3 2.0 37500 150 0.015 0.003 37500 120 0.010 0.002
0.4 50000 600 0.050 0.005 50000 480 0.030 0.003
0.4 1.0 50000 600 0.050 0.005 50000 480 0.030 0.003
0.4 1.5 50000 360 0.050 0.005 50000 290 0.030 0.003
0.4 2.0 50000 360 0.050 0.005 50000 290 0.030 0.003
0.4 3.0 37500 180 0.025 0.005 37500 145 0.015 0.003
0.5 - 50000 700 0.100 0.010 50000 550 0.060 0.005
0.5 1.0 50000 700 0.100 0.010 50000 550 0.060 0.005
0.5 2.0 50000 420 0.100 0.010 50000 330 0.060 0.005
0.5 3.0 37500 210 0.050 0.010 37500 165 0.030 0.005
0.5 4.0 37500 210 0.050 0.010 37500 165 0.030 0.005
0.6 2 50000 800 0.100 0.010 50000 600 0.060 0.005
0.6 2.0 50000 480 0.100 0.010 50000 360 0.060 0.005
0.6 3.0 50000 480 0.100 0.010 50000 360 0.060 0.005
0.6 4.0 37500 240 0.050 0.010 37500 180 0.030 0.005
0.8 2 50000 800 0.100 0.010 39000 600 0.060 0.005
0.8 2.0 50000 800 0.100 0.010 39000 600 0.060 0.005
0.8 4.0 50000 480 0.100 0.010 39000 360 0.060 0.005
0.8 6.0 37500 240 0.050 0.010 29250 180 0.030 0.005
1.0 = 43000 1000 0.200 0.010 30000 700 0.100 0.010
1.0 2.5 43000 1000 0.200 0.010 30000 700 0.100 0.010
1.0 4.0 34400 800 0.200 0.006 24000 560 0.100 0.006
1.0 6.0 25800 600 0.120 0.004 18000 420 0.060 0.004
1.5 = 30000 1000 0.400 0.020 19000 700 0.200 0.020
15 4.0 30000 1000 0.400 0.020 19000 700 0.200 0.020
1.5 6.0 24000 800 0.400 0.012 15200 560 0.200 0.012
1.5 8.0 18000 600 0.240 0.008 11400 420 0.120 0.008
15 10.0 12000 400 0.240 0.008 7600 280 0.120 0.008
2.0 - 22000 900 0.600 0.030 14000 800 0.300 0.030
2.0 6.0 22000 900 0.600 0.030 T4000 800 0.300 0.030
2.0 8.0 17600 720 0.600 0.018 11200 640 0.300 0.018
2.0 10.0 17600 720 0.600 0.018 11200 640 0.300 0.018
3.0 - 15000 700 0.800 0.030 10000 550 0.400 0.030
3.0 8.0 15000 700 0.800 0.030 10000 550 0.400 0.030
3.0 10.0 12000 560 0.800 0.018 8000 440 0.400 0.018
3.0 12.0 12000 560 0.800 0.018 8000 440 0.400 0.018
3.0 16.0 9000 420 0.480 0.012 6000 330 0.240 0.012
3.0 20.0 6000 280 0.480 0.012 4000 220 0.240 0.012

RPM =rev./min.

FEED = mm/min.

Vc =m/min.
f——ae— fz =mm/t
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TnTIME Diamond Cutting End Mill

Recommended Cutting Conditions
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TDIAZBSERIES

DIAMOND, 2 FLUTE BALL NOSE

Workpiece Material Graphite

DIA. RPM FEED
3.0 16000 1450
4.0 16000 2100
6.0 15000 2950
8.0 13000 3000
10.0 11500 3050
12.0 10500 3150

02D | RPM = rev./min.
// FEED = mm/min.

TDIA4S s:-.cs

DIAMOND, 4 FLUTE SQUARE, CORNER RADIUS

Workpiece Material Graphite

DIA. RPM FEED
1.0 24000 960

2.0 22000 1320
3.0 20000 1600
4.0 18000 1900
6.0 11000 2400
8.0 8000 2800
10.0 6500 2400
12.0 5500 2400

7
1.5D

RPM =rev./min.
0.1D FEED = mm/min.
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Indexable Milling Cutter

DIRECTORY
.

@ Face Milling

B124

@ High-Feed Milling

B133

@ Shoulder Milling

B138

@ Profile Milling

B159

® Slot Milling

B168

@ Multi-Functional Milling
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TQTIME Indexable Milling Cutter

Application Overview

Face Milling
MFPN66 THN45 TSON45 TSE45 TSN90
SERIES ' '
Cutting edge angle 66° 45° 45° 45° 90° /87°
Depth of cut (APMX) 5 5 2.5/4.5 6.5 6.7 /10
Diameter range D50-D315 D50-D160 D50-D160 D50-D160 D50-D125
Workpiece material FvEE [e][v] B[ [ [v] . R0 [
SNMU1305 SEKT12T3
Insert No. HNM
nsert No PNMU0905 U0906 ONMUD505 SEHT12T3 SNGX1306
No. of corners (insert) 10 12 8/16 4 8
Purpose ya £ Z‘ £ Z‘ ya z‘ ya fa 4
Reference pages B124 B126 B128 B130 B132
High-Feed Milling
MFH MRH
SERIES
Cutting edge angle 12° 10° 10°
Depth of cut (APMX) 0.5 1 2
Diameter range D8-D14 D16-D32 D50-D160
Workpiece material [F v EEI[H] RIS RIS
Insert No. BPMT0202 LOGU0303 SOMT1405
No. of corners (insert) 2 4 4
Purpose Lé\fl_Lé\fl_LifI_
Reference pages B133 B135 B137

B121
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TﬂTIME Indexable Milling Cutter

Application Overview

Shoulder Milling
TTP
Cutting edge angle 90° 90° 90° 90° 90°
Depth of cut (APMX) 7/11 7/11 40/42 40-78 60/70
Diameter range D40-D125 D16-D40 D32-D40 D50-D100 D80/D100
Workpiece material v/ N v/ M 20 | | 20 | | Fl[v/ W
TPKT1004 TPKT1004 TPKT1004 TPKT1004
Insert No. TPKT1505 TPKT1505 TPKT1505 TPKT1505 TPKT1505
No. of corners (insert) 3 3 3 3 3
Purpose Lé\fI_Lé\fl_ Lé\l_ Lé\l_ Lé\l_
Reference pages B138 B139 B140 B140 B141
TAN9O TWN90 TAP90
SERIES
Cutting edge angle 90° 90° 90° 90° 90°
Depth of cut (APMX) 8/12 16.3 6.5 9/15 15
Diameter range D16-D40 D50-D160 D63-D160 D13-D32 D50-D100
Workpiece material R0 | v v/ [R] (] I ] [F] (v N (5]
ANKT0904 APKT1003
Insert No.
ANKT1205 ANKT1706 WNMUO0806 APKT1604 APKT1604
No. of corners (insert) 4 4 6 2 2
Purpose AQE LU L UE L UQE L CE
Reference pages B143 B143 B145 B147 B147
TLX EAP
P -
SERIES _ h@
Cutting edge angle 90° 90° 90° 90° 90°
Depth of cut (APMX) 9.7 9.7 58.5/66.9 9/14 14
Diameter range D32-D80 D50-D125 D50/D63 D10-D35 D50-D200
Workpiece material R0 | v v (R [m] I I [ (B [v] I N (5]
Insert No LXGU1107 LXGU1107 LXGU1107 APMTI135 APMT1604
’ APMT1604
No. of corners (insert) 4 4 4 2 2
Purpose ARita Afita | 2fita @Ol it
Reference pages B150 B150 B151 B152 B154
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TQTIME Indexable Milling Cutter

Shoulder Milling

Application Overview
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TAL TLU
SERIES '
Cutting edge angle 90° 90° 90° 90°
Depth of cut (APMX) 17 17 17 4/7
Diameter range D25-D32 D40-D125 D25-D40 D16-D26
Workpiece material [N] [N] [N] 2 |
LXMU0803
Insert No. ADGT1904 ADGT1904 ADGT1904 LXMU10T3
LXMU1204
No. of corners (insert) 2 2 2 4
/S
Purpose AYQhita 22 2= 4 it
Reference pages B155 B155 B156 B157
Profile Milling
TRD EMR C-ABPF
- )
SERIES O ? —_—
Cutting edge angle — — — — —
Depth of cut (APMX) 4/5/6 5/6 4/5/6 5/6 0.05/0.1
Diameter range D16-D32 D50-D100 D12-D35 D50-D160 D10-D30
Workpiece material [B1 (v I 7] [B1 (v I ] [Bllv] M [H] Bl [H &
RPMT08T2
RDKT0802
nsert No RDKT10T3 RDKT10T3 RPMW1003 RRF;\nAAwoOT%S SP1W
’ RDKT1204 RPMT10T3 RPMT1204 SP1Q
RDKT1204 RPMT1204
Purpose LK&LLiéLLaﬁLLiéLLiéL
Reference pages B159 B159 B162 B164 B166
Slot Milling Chamfer Milling Multi-Functional Milling
TLX TTPC MODULAR
S.0= | .-
Cutting edge angle — — 30° /45° /60° —

Depth of cut (APMX) 16-25 16-25 3.3-5.9 — —
Diameter range D100-D200 D100-D200 D2-D20 D9-D40 D8-D25
Workpiece material FMEAE FMEE EME kv R |
LXGU1008 LXGU1008 TPIABPP
Insert No. LXGU1208 LXGU1208 TPKT1004 BAPM / EMRM / MFH HHD/HSB/HRTA

LXGU1509 LXGU1509
Purpose / 6 o / 6 e ?l / K 4 (o | £ K ﬁ o
Reference pages B168 B169 B141 B173-B176 B177-B178
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TQTIME Indexable Milling Cutter

Face Milling
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MFPNG66 SERIES

66  Face Mill with High Economical and 10 Cutting Edge Insert for Higher Productivity

% Stability and cost efficiency with 10-edge pentagonal inserts.
* Low cutting forces and reduced chattering with a helical cutting edge design.
% Tough and reliable dual cutting edge design.

Designation S Clgg:z\i;g Wrench
MFPN66050R-4T-M 50 58 22 40 104 6.3 4 - - 5
MFPN66063R-5T-M 63 71 22 40 104 6.3 5 = = 5
MFPN66080R-6T-M 80 88 27 50 124 70 6 - - 5
MFPN66100R-7T-M 100 108 32 50 124 8.0 7 - - 5
MFPN66125R-9T-M 125 133 40 63 16.4 9.0 9 - - 5 SB4090 DTPM-15
MFPN66160R-11T-M 160 168 40 63 16.4 9.0 11 = S 5
MFPN66200R-13T-M 200 208 60 63 257 14.0 13 101.6 - 5
MFPN66250R-15T-M 250 258 60 63 257 14.0 15 101.6 - 5
MFPN66315R-17T-M 315 323 60 63 257 14.0 17 101.6 177.8 5
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TﬂTIME Indexable Milling Cutter

Face Milling

MFPNG66 SERIES

66 Face Mill with High Economical and 10 Cutting Edge Insert for Higher Productivity

© Applicable Inserts

Usage Classification

* 1st Choice
Y¢ 2nd Choice

Size(mm)

Insert No.

g {3 . PNMUO905XNER-UG | 146 | 556 | 47 2 2 e
4 BCH
PNMUO90O5XNER-SG | 146 | 556 | 47 | 2 2 °
PNMUOSOSXNER-TG | 146 | 556 | 47 | 2 2 °

©® Recommended Cutting Conditions

Cutting Speed Feed

ISO Workpiece material Hardness Ve (m/min) t2 (mm/
120-250 0.10-0.30

TG4025/TY602 100-220 0.10-0.30

80-180 0.10-0.25

L M SiimessSteel | <HB2D |  TGAO3SMY602 100-200 006020
TY602 120-260 0.06-0.20

TY602 100-200 0.06-0.15
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TnTIME Indexable Milling Cutter

Face Milling

THN45 SERIES

% Enhanced cutting edge for cutting stability and high feed machining.
% Acute cutter pocket design and inclined screw clamping enables robust clamping.
% High helical cutting edges for smooth machining double - sided 12 corner insert.

“ 4

45" Face Mill with High Economical and 12 Cutting Edge Insert for Higher Productivity

Size(mm) i
Designation Clamping Wrench
Screw

THN45-50R04HN09M22 50 61.4 22 40 104 6.3 4 -
THN45-63R06HN09M22 63 744 22 40 104 6.3 6 -
THN45-80R06HNO9M27 80 914 27 50 124 70 6 -

TH3009 THPO9
THN45-100R06HN0O9M32 100 111.4 32 50 144 8.0 6 -
THN45-125R08HN09M40 125 136.4 40 63 16.4 9.0 8 -

THN45-160R10HNO9M40 160 1714 40 63 16.4 9.0 10 66.7 TH3009 TTL15P
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TﬂTIME Indexable Milling Cutter

Face Milling

THN45 SERIES

45" Face Mill with High Economical and 12 Cutting Edge Insert for Higher Productivity

© Applicable Inserts

BN

Usage Classification

% 1st Choice
¥¢ 2nd Choice

: Coated :
Size(mm) Carbide Carbide

Insert No.

HNMUO906ANSN-GR | 165 | 6.36 5 1.5 12 | @

HNMUO906ANSN-TR | 165 | 6.36 5 15 0.8 ®

S

©® Recommended Cutting Conditions

Feed
fz (mm/t)

Cutting Speed
Workpiece material Hardness ]
Ve (m/min)

200-300 0.20-0.40
TY602 100-250 0.15-0.25
| AlloySteel |  HB280-350 | 100-180 0.20-0.40
“ Stainless Steel <HB200 TY602/TY615 100-200 0.10-0.30
130-230 0.20-0.40

TY602
120-220 0.10-0.30
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TGTIME Indexable Milling Cutter

Face Milling
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TSON45 SERIES - m

45’ Face Mill Offers Advantage of Using Square, Octagonal Inserts in the Same Pocket

*SNMU insert offers double-sided, square inserts with eight cutting edges.

*Most suitable for a large depth of cutand free cutting inserts with excellent chip control.

*ONMU inserts offers double-sided, octagonal insert with 16 cutting edges - high economy inserts.

*Light cutting force due to excellent chip control.

*The optimized cutting edge creates barrel-formed chips for easy removal, allowing an operation at higher feed rate.

Size (mm) i

Designation Clsacrpgx] 9 Wrench
TSON45-50R04S13005M22 50 52.3 62.5 62 22 40 38.77 104 6.3 4 -
TSON45-63R06S13005M22 63 65.3 755 75 22 40 38.77 104 6.3 6 o
TSON45-80R06S13005M27 80 823 925 92 27 50 48.77 124 7.0 6 -

TSO1013 TSOP1305

TSON45-100R08S13005M32 100 1023 | 1125 112 32 50 48.77 144 8.0 8 =
TSON45-125R10S13005M40 125 1273 | 1375 137 40 63 61.77 164 9.0 10 -
TSON45-160R12S13005M40 160 1623 | 1725 | 172 40 63 61.77 164 9.0 12 66.7 TSO1013 TTL20
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TGTIME Indexable Milling Cutter

Face Milling
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TSON45 SERIES

S9I3g GYNOSL
Buijjin #oe4

45 Face Mill Offers Advantage of Using Square, Octagonal Inserts in the Same Pocket

© Applicable Inserts

Usage Classification

% 1st Choice
¥¢r 2nd Choice

ted
Size(mm) g:lj):ie Carbide

Insert No.

1c
— — 51 SNMU1305ANTR-PR | 13 | 55 | 56 | 3 | 08 | 45| @
N

&
o

1
r

ONMUO050505-PR 13 55 | 56 5 05 | 25 | @

©® Recommended Cutting Conditions

Cutting Speed

Workpiece material Hardness .
Ve (m/min)

120-250 0.10-050
100-180 0.15-040
70-150 0.15-040
TY602
n Stainless Steel <HB200 100-200 0.10-0.30
100-180 0.10-050
100-180 0.10-0.30

B129



TQTIME Indexable Milling Cutter

Face Milling
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TSE45 SERIES & 2

45° Face Mill with High Precision and 4 Cuttig Edge Insert for Higher Productivty

4 cutting edges on one insert for highly economical machining.

* Optimized relief geometry on the posifive insert ensures low cutting force and minimal chattering.

* Helical cutting edges and optimized positioning on cutter provide high wall accuracy and surface quality.
* Sharp and tough rake geometry reduces fracture of cutting edges.

T
Size(mm) }
Designation L) Wrench
Screw
TSE45-50R04SE12M22 50 62.9 22 40 104 6.3 4 - 6.5
TSE45-63R05SE12M22 63 75.9 22 40 104 6.3 5 o 6.5
TSE45-80R06SE12M27 80 92.9 27 50 124 7.0 6 - 6.5
TS2012 TSP12
TSE45-100R07SE12M32 100 112.9 32 50 14.4 8.0 7 = 6.5
TSE45-125R08SE12M40 125 137.9 40 63 16.4 9.0 8 - 6.5
TSE45-160R10SE12M40 160 172.8 40 63 16.4 9.0 10 66.7 6.5 TS3512 TTL15
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TﬂTIME Indexable Milling Cutter

Face Milling

TSE45 SERIES

45° Face Mill with High Precision and 4 Cuttig Edge Insert for Higher Productivty

© Applicable Inserts

Usage Classification

% 1st Choice
Y¢ 2nd Choice

Coated

Size(mm) Carbide Carbide

Insert No.

,,,,@ _ ,,‘,,, é SEKT12T3AGTN 134 4 55 13 15 |@
‘ !

_- @L ,,‘777£ SEHT12T3-HL 134 4 55 1.3 15 )
& !
S

©® Recommended Cutting Conditions

Cutting Speed Feed

Workpiece material Hardness

Ve (m/min) fz (mm/t)

120-220 0.15-0.30

70-150 0.15-0.30

Y602 70-150 0.15-0.30
140-220 0.15-0.30

150-240 0.15-0.30

HC200 300-800 0.07-0.55
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Indexable Milling Cutter

TSN Series

TﬂTIME Indexable Milling Cutter

Face Milling

TSN SERIES a4

Shoulder Milling Cutter with 8 Double-Sided Cutting Edge and Low Cutting Forces for

Reduced Chattering and Superior Fracture Resistance

* The insert is double-sided eight cutting edge type,which is economical.The large front angle of the insert is designed to cut easily.
% There are M and ML grooves to meet the processing requirements under different working conditions

Designation SES COH%;M Clgg:g‘i;g Wrench
TSN90-50R05SN13M22 50 |50.84 | 22 40 | 104 | 6.3 5 |6.7/10 [ ]
TSN90-63R06SN13M22 63 6352 | 22 | 40 | 104 | 6.3 6 |67/10| @
TSN90-80R07SN13M27 80 | 80.6 27 50 (124 | 7.0 7 |6.7/10 [ ] SNGX130608 TSN1306 TSNL13
TSN90-100R08SN13M32 100 |100.58 | 32 50 |14.4 | 8.0 8 |6.7/10 [ ]
TSN90-125R10SN13M40 125 |125.72| 40 63 |16.4 | 9.0 10 |6.7/10 [ ]

© Applicable Inserts

Usage Classification

% 1st Choice
¥r 2nd Choice

Coated
Size(mm) Carbide Carbide

Insert No.

SNGX130608-ML

SNGX130608-M 13.5 6.9 54 0.8 [ BN J

© Recommended Cutting Conditions

Feed
fz (mm/t)

Priority Cutting Speed
Chipbreaker Grade Ve (m/min)

Workpiece material Hardness

| 180-300 0.10-0.20
\ 130-210 0.10-0.20
TE620
\ 100-180 0.10-0.20
| M |Stainless Steel <HB200 120-300 0.10-0.20
720 100-280 0.13-0.25
100-180 0.13-0.25
30-80 0.10-0.20
75320
35-90 0.10-0.20
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TﬂTIME Indexable Milling Cutter

High-Feed Milling
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MFH SERIES ‘1 { e

Micro-Diameter, High-Feed Milling

*Durable Design Aids in Chatter Resistance.

* Stable High Feed Machining on a Wide Range of Applications.
% Controls Chip Biting with Convex Cutting Edge.

*Replaces Solid End Mills to Reduce Machining Costs.

Standard Type

Size(mm) Clamping
Designation Wrench
Screw
MFH08-S10-120-1T 8 4.2 10 120 35 1 0.5
MFH10-S10-120-2T 10 6.2 10 120 35 2 0.5 TB1002 TBP02
MFH12-S12-120-3T 12 8.2 12 120 35 3 0.5

Non-interference Type

Size(mm)

Designation Sl Wrench
Screw
MFH10-S08-120-2T 10 6.2 8 120 35 2 0.5
MFH12-S10-120-3T 12 8.2 10 120 35 3 0.5 TB1002 TBP02
MFH14-812-120-3T 14 10.2 12 120 35 3 0.5
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Indexable Milling Cutter

MFH Series

TGTIME Indexable Milling Cutter

High-Feed Milling

MFH SERIES

Micro-Diameter, High-Feed Milling

© Applicable Inserts

Usage Classification

% 1st Choice
Yr 2nd Choice

Size(mm)

Insert No.

= 1T

BPMT020210R-UF 638 | 419 | 259 21
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¢ Recommended Cutting Conditions

Workpiece material Hardness

Cutting Speed

Feed

Ve (m/min) fz (mm/t)
100-300 0.2-0.8
100-300 0.2-0.8
100-200 0.2-05
ainless Stee HB200 TY125
100-300 0.2-0.8
80-200 0.2-0.6
20-50 0.1-0.3
30-60 0.1-0.3
80-150 0.1-0.5
TH105
50-70 0.1-0.3
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MRH SERIES LQE =

High-Feed Milling

* High feed milling for small diameters and small machining centers.
* Economical inserts with 4 cutting edges.
* Both of standard type and non-interference type are available.

Standard Type

Size(mm) Clamping
Designation Wrench
Screw
MRH16-S16-03-2T 16 8 16 100 30 2 1
MRH20-S20-03-3T 20 12 20 130 50 3 1
M3065-S FTO8
MRH25-S25-03-3T 25 17 25 140 60 3 1
MRH32-S32-03-4T 32 24 32 150 70 4 1

Non-interference Type

Size(mm)

Designation Sl Wrench
Screw
MRH17-S16-03-2T 17 9 16 150 25 2 1
MRH21-S20-03-3T 21 13 20 150 30 3 1 M3065-S FT08
MRH26-S25-03-3T 26 18 25 150 35 3 1
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Tl-_.TlME Indexable Milling Cutter

High-Feed Milling

MRH SERIES

High-Feed Milling

© Applicable Inserts

Usage Classification

L JomnesJalalel [ ] ]

% 1st Choice
Yr 2nd Choice

. Coated :
Size(mm) Carbide Carbide

Insert No.

LOGUO030310ER-GM

¢ Recommended Cutting Conditions

Feed

Cutting Speed
Workpiece material Hardness

Ve (m/min) fz (mm/t)
120-250 0212
100-220 0212
KX402/TY602
80-180 02-09
60-130 02-05
| M | Stainless Steel <HB200 KX405/TY602 100-200 0209
20-50 02-06
KX405
40-80 02-06

B136



TnTIME Indexable Milling Cutter

High-Feed Milling

1a33n9 Bullji 81qexapul

¢0 yed

MRH SERIES

High-Feed Milling

Clamping
Screw

M5011-S

Size(mm)
Designation
MRHO050R-14-3T-22M 27 50 22 50 10.4 6 3 2
MRHO063R-14-4T-22M 40 63 22 50 104 6 4 2
MRHO80R-14-5T-M 57 80 27 63 124 7 5 2
MRH100R-14-7T-M 77 100 32 63 14.4 8 7 2
MRH125R-14-7T-M 102 125 40 63 16.4 9 7 2
MRH160R-14-8T-M 137 160 40 63 16.4 9 8 2

WT20

Applicable Inserts

Usage Classification

* 1st Choice
Y¢ 2nd Choice

Size(mm)

Insert No.

SOMT140520ER-GM

Coated
Carbide

DICCEENCoERNEER

Recommended Cutting Conditions

Workpiece material [RETCEES

Cutting Speed

Ve (m/min)

Feed
fz (mm/t)

120-250 05-2.0

100-220 0520

oz 80-180 0218

60-130 0210

M lsamesssteel | <0 | 100200 0512
KX405 20-50 02:08

40-80 0208
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TnTIME Indexable Milling Cutter

Shoulder Milling

TTP SERIES ‘1 { £

TTP’s economical insert with 3 cutting edges and optimized geometry improves

efficiency and productivity with the square shoulder milling cutter.

% 3 cutting edges on one insert for highly economical machining.

* Optimized relief geometry on the positive insert ensures low cutting force and minimal chattering.

* Helical cutting edges and optimized positioning on cutter provide high wall accuracy and surface quality.
% Sharp and tough rake geometry reduces fracture of cutting edges.

% Triangular shape of the insert improves clamping rigidity and reliability.

* Insert sizes in 10, 15 mm cover small to large depths of cut.

=\
=N
»
.
=

@ Milling Cutters

Size(mm) Cl i
Designation Coolant ggz\';g Wrench
TTPF90-40R06TP10M16 40 16 40 8.4 5.6 6 - 7 [ ] TP1004 TPFP10
TTPF90-50R07TP10M22 50 22 40 10.4 6.3 7 o 7 [ ] -
TPKT1004..R-M TP1004L | TPFP10L
TTPF90-63R08TP10M22 63 22 40 104 6.3 8 - 7 [ ]
TTPF90-50R05TP15M22 50 22 40 10.4 6.3 5 o 11 [ ]
TTPF90-63R06TP15M22 63 22 40 10.4 6.3 6 - 11 [}
TTPF90-80R07TP15M27 80 27 50 12.4 7.0 7 - 11 [ ]
90-80R0 ° TPKT1505..R-M TP1505 TPFP15
TTPF90-100R08TP15M32 100 32 50 14.4 8.0 8 - 1 [ ]
TTPF90-125R10TP15M40 125 40 63 16.4 9.0 10 - 11 [ ]
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TTP SERIES - 1 { -

TTP’s economical insert with 3 cutting edges and optimized geometry improves
efficiency and productivity with the square shoulder milling cutter.

Endmills
Designation C&‘gf’:’t Clsacmrgwg Wrench
TTPE90-16R01D16TP10L90 16 16 20 90 1 7 [ ]
TTPE90-20R02D20TP10L90 20 20 25 90 2 7 [ J
TTPE90-20R02D20TP10L170 20 20 40 170 2 7 [}
TTPE90-21R02D20TP10L200 21 20 30 200 2 7 [ ]
TTPE90-25R03D20TP10L100 25 20 30 100 3 7 [}
TTPE90-25R03D25TP10L100 25 25 30 100 3 7 [ ]
TTPE90-25R03D25TP10L210 25 25 40 210 3 7 [}
TTPE90-26R02D25TP10L250 26 25 30 250 2 7 [} TPKT1004.R-M TP1004 TPEP10
TTPE90-30R03D25TP10L110 30 25 35 110 3 7 [ ]
TTPE90-32R03D25TP10L110 32 25 35 110 8 7 [}
TTPE90-32R03D32TP10L250 32 32 60 250 3 7 [ ]
TTPE90-33R03D32TP10L250 33 32 35 250 3 7 [}
TTPE90-40R06D32TP10L115 40 32 40 115 6 7 [ ]
TTPE90-40R04D32TP10L200 40 32 40 200 4 7 [}
TTPE90-32R03D25TP15L100 32 25 40 100 3 11 [ ]
TTPE90-32R03D25TP15L155 32 25 35 155 8 1 [}
TTPE90-32R03D32TP15L110 32 32 40 110 3 11 [ ]
TTPE90-32R03D32TP15L150 32 32 40 150 3 1 [}
TTPE90-32R03D32TP15L250 32 32 60 250 3 11 [ ]
TPKT1505..R-M TP1505 TPEP15
TTPE90-33R02D32TP15L200 85) 32 40 200 2 1 [}
TTPE90-33R02D32TP15L250 33 32 40 250 2 11 [ ]
TTPE90-35R03D32TP15L110 85] 32 40 110 3 1 [}
TTPE90-40R03D32TP15L110 40 32 40 110 3 11 [}
TTPE90-40R03D32TP15L200 40 32 40 200 8 1 [ ]
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Shoulder Milling

TTP SERIES A Yt

TTP’s economical insert with 3 cutting edges and optimized geometry improves
efficiency and productivity with the square shoulder milling cutter for roughing.

Indexable Milling Cutter

TTP Series

Shoulder Milling

Size(mm) Cl i
Designation COHC:)llim ;2:2:;9 Wrench
TTPRE90-32R14D32TP10L120 32 32 56 120 2 14 42
TPKT1004..R-M TPR1004 TPRP10
TTPRE90-40R21D32TP10L130 40 32 50 130 3 21 42
TTPRE90-40R08D32TP15L140 40 32 56 140 2 8 40 X TPKT1505..R-M TPR1505 TPRP15

Designation Clamping

TTPRF90-50R32TP10M22 50 45 22 65 4 32 48 X

TPKT1004..R.. TPR1004 | TPRP10
TTPRF90-63R36TP10M27 63 58 27 75 4 36 54 X
TTPRF90-50R12TP15M22 50 45 22 65 3 12 40 X
TTPRF90-63R20TP15M27 63 58 27 70 4 20 50 X

TPKT1505..R.. TPR1505 | TPRP15
TTPRF90-80R24TP15M32 80 77 32 75 4 24 60 X
TTPRF90-100R32TP15M40 100 96 40 110 4 32 78 X

B140



TnTIME Indexable Milling Cutter

Shoulder Milling

1ay3ng Builiip a19exapul

Z0 Med

TTP SERIES

A Y

TTP’s economical insert with 3 cutting edges and optimized geometry improves
efficiency and productivity with the square shoulder milling cutter for roughing.

Size(mm)
! : Coolant
Designation Hole
TTPRF90-80R24TP15BT50 80 108 150 4 24 60 X
TTPRF90-100R35TP15BT50 100 123 165 5) 35 70 X

Clamping

Screw Wrench

TPKT1505..R.. TPR1505 | TPRP15

TTP SERIES

TTP’s economical insert with 3 cutting edges and optimized geometry improves
efficiency and productivity with the square shoulder milling cutter chamfering .

Clamping
Screw

Wrench

TPKT1004..R-M TP1004 |TPEP10

Size(mm)
Designation
TTPC30-20R03D25L100 30° | 20 | 345 | 25 25 | 100 3 3.3 821.3-831.0 [ J
TTPC45-20R03D25L100 45° | 20 (312 | 25 | 25 | 100 | 3 48 | ©21.3-028.9 (]
TTPC60-20R03D25L100 60° | 20 (273 | 25 25 | 100 3 5.9 ©21.3-926.2 [ J
TTPC45-02R01D16L110 45°| 2 |133| 16 | 30 | 110 | 1 4.7 23.3-¢10.6 [
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TnTIME Indexable Milling Cutter

Shoulder Milling

TTP SERIES

TTP’s economical insert with 3 cutting edges and optimized geometry improves

efficiency and productivity with the square shoulder milling cutter.

© Applicable Inserts

Usage Classification

* 1st Choice
¥t 2nd Choice

Coated
Size(mm) C:rab:je Carbide

Insert No.

TPKT100404R-M 6.9 4 0.4 [ BN J [ ]
TPKT100408R-M 6.9 4 0513 0.8 [ BN ] [ ]
TPKT150508R-M 10.7 5 0.8 [ BN J [ ]
TPKT150516R-M 10.7 5 0.5-2.0 1.6 [ 3N )
TPKT150520R-M 10.7 5 2.0 [ BN J

© Recommended Cutting Conditions

Cutting Speed Feed

Workpiece material Hardness

Ve (m/min) fz (mm/t)
180-300 0.05-0.17
ee20 130-210 0.05-0.17
100-180 0.05-0.17
| M| Stainless Steel <HB200 120-300 0.05-0.17
100-280 0.050.17
Y720

100-180 0.05-0.17
- 0.10-0.50

HC200 650-900
250-320 0.10-0.50
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Shoulder Milling with 4 Cutting-Edge Double-Sided Insert for High-Feed Machining
* Double sided insert with 4 sharp and tough cutting edges.
* Available in 3 sizes and wiper edge for excellent surface finish.
% Low cutting force due to large rake angle.
* Positive rake face for smooth machining and reduced vibration.
% Highly rigid cutter body.
L1
“on]
L
Endmills
Designation Size(mm) Insert Clamping Wrench
Screw
TANE90-16R02D16AN09L 125 16 16 26 125 2 8 ANKT090408
TANE90-20R03D20AN09L 125 20 20 26 125 3 8 ANKT090408
TA4009 TEPO09
TANE90-25R04D25AN09L 125 25 25 26 125 4 8 ANKT090408
TANE90-32R05D32AN09L 160 32 32 26 160 5) 8 ANKT090408
TANE90-25R02D25AN12L.125 25 25 26 125 2 12 ANKT120508
TANE90-32R03D32AN12L160 32 32 26 160 3 12 ANKT 120508 TA4012 TEP12
TANE90-40R04D32AN12L.200 40 32 26 200 4 12 ANKT120508
PCD1L
2d
1]
e |
1 : ‘ I I
= O O (@]
z
%D
Milling Cutters
Designation =G Insert Clamping Wrench
Screw
TANF90-50R04AN17M22 50 22 50 104 6.3 4 - 16.3 ANKT170608
TANF90-63R06AN17M22 63 22 50 104 6.3 6 - 16.3 ANKT170608
TANF90-80R07AN17M27 80 27 50 124 7.0 7 - 16.3 ANKT170608 TA4017 TFP17
TANF90-100R08AN17M32 100 32 50 144 8.0 8 = 16.3 ANKT170608
TANF90-125R10AN17M40 125 40 63 16.4 9.0 10 - 16.3 ANKT170608
TANF90-160R12AN17M40 160 40 63 16.4 9.0 12 66.7 16.3 ANKT170608 TA4017 TTL20
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Shoulder Milling

Indexable Milling Cutter

TAN9O SERIES

Shoulder Milling with 4 Cutting-Edge Double-Sided Insert for High-Feed Machining

© Applicable Inserts

Usage Classification

* 1st Choice
Y7 2nd Choice

. Coated :
Size(mm) Carbide Carbide
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Insert No.

ANKT090408-MT

Fﬂ ANKT120508-MT 13.7 10.0 | 915 | 38 0.8 [ ]

&
BS | L[S < ANKT170608-MT 167 | 112 1040 | 47 | 08 °

LC
»
5

© Recommended Cutting Conditions

Cutting Speed Feed
Workpiece material Hardness

Ve (m/min) fz (mm/t)

120-180 0.05-0.15

100-160 0.05-0.10

80-120 0.05-0.10

TY625

| M | Stainless Steel <HB200 80-100 010-0.25
150-200 0.10-0.20

120-150 0.05-0.15
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Shoulder Milling

TWN90 SERIES A G  ita

Shoulder Milling Cutter with 6 Double-Sided Cutting Edge and Low Cutting Forces for

Reduced Chattering and Superior Fracture Resistance

% Sharp cutting due to lower cutting forces.
*Reduced chattering even with extended milling adapters.
*Superior fracture resistance with thick edge design.

Size(mm i
Designation — Clamping Wrench
Screw

TWN90-63R03WN0O8M22 63 22 40 104 6.3 3 - 6.5

TWN90-80R04WNO8M27 80 27 50 124 7.0 4 - 6.5

TWN90-100R05WN08M32 100 32 50 144 8.0 5 - 6.5 TW1008 TWP1008
TWN90-125R06WNO8M40 125 40 63 16.4 9.0 6 - 6.5

TWN90-160R08WN08M40 160 40 63 164 9.0 8 66.7 6.5 TW1008 TTL20
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Shoulder Milling

Indexable Milling Cutter

TWN90 SERIES

Shoulder Milling Cutter with 6 Double-Sided Cutting Edge and Low Cutting Forces for

Reduced Chattering and Superior Fracture Resistance

© Applicable Inserts

Usage Classification

Lu s el ]

% 1st Choice
¥r 2nd Choice

"
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s
Q
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o
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<
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Coated
Size(mm) C::)iZe Carbide

Insert No.

- 5$ WNMU080608PTN-CR 14 6.65 6.2 13 08 | @

D1

WNMU080608PTN-UR 14 6.65 6.2 13 0.8 [ AN J

© Recommended Cutting Conditions

Feed
fz (mm/t)

Cutting Speed

Workpiece material Hardness )
Ve (m/min)

120-250 005015
TY602/TY610 100220 005010

80-180 005010

LM lSamessSeel | <HB0 | TY602TYG0 80150 010025
Y620 120250 010-020

100200 005015
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Shoulder Milling
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TAP90 SERIES ABY H ta

Shoulder Milling with High Precision Cutting Edge and Low Cutting Forces for

Reduced Chattering

*Suitable for 11°positive angle insert, applicable to alloy steel , hardened steel and aluminium alloy.
*Sharp cutting due to lower cutting forces.
*Reduced chattering even with extended milling adapters.

L1

[o]e]

Sal19g 06dV.L

© Endmills
Designation S Clamping Wrench
Screw

TAPE90-13R01D12AP10L130 13 12 30 130 1 9 APKT1003.
TAPEQO-16R02D16AP10L150 150 2 9 APKT1003.
TAPEQO-16R02D16AP10L.200 ' ' 2 200 2 9 APKT1003.
TAPE90-17R02D16AP10L150 150 2 9 APKT1003.
TAPE90-17R02D16AP10L200 " ' 0 200 2 0 APKT1003. |  TK1000 TKP10
TAPEQ0-20R02D20AP10L 150 150 2 9 APKT1003.
TAPE90-20R02D20AP10L200 % % % 200 2 9 APKT1003.
TAPEQ0-21R02D20AP10L 150 150 2 9 APKT1003..
TAPE90-21R02D20AP10L200 ! 2 % 200 2 9 APKT1003.
TAPE90-25R02D25AP16L150 25 »5 40 150 2 15 | APKT1604.
TAPE90-25R02D25AP16L200 200 2 15 | APKT1604.
TAPE90-32R03D32AP16L150 150 3 15 | APkTieoa, | 1000 | TKPIO
TAPE90-32R03D32AP16L200 % % © 200 3 15 | APKT1604.

@ Milling Cutters

Designation Clamping Wrench
TAPF90-50R04AP16M22 50 22 50 10.4 6.3 4 15 APKT1604..
TAPF90-63R05AP16M22 22 104 b 1 APKT1604..

90-63R05. 6 63 50 0 6.3 5 5 60: TK1600 TKP16
TAPF90-80R06AP16M27 80 27 50 124 7.0 6 15 APKT1604..
TAPF90-100R08AP16M32 100 32 50 144 8.0 8 15 APKT1604..
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TGT.ME Indexable Milling Cutter

Shoulder Milling

Indexable Milling Cutter

TAP90 SERIES

Shoulder Milling with High Precision Cutting Edge and Low Cutting Forces for

Reduced Chattering

© Applicable Inserts

Usage Classification

v fsmness L L

% 1st Choice
Y¢2nd Choice

o
=
=35
- N
o2 S E—R—
% E Size(mm)
.g Insert No.
(72}
APKT100305PDTR 99 6.7 36 | 086 | 05 @
APKT100308PDTR 9.9 6.7 3.6 0.9 08 @
APKT160404PDTR 15.2 94 53 1.11 04 @
APKT160408PDTR 15.2 94 53 | 132 | 08 | @
N APKT160412PDTR 15.2 9.4 53 1.13 12 | @
APKT160416PDTR 15.2 94 53 | 1.13 16 | @
APKT160424PDTR 15.2 94 53 — 24 @
APKT160404-TR 15.2 94 53 | 1.11 0.4 [ J
APKT160408-TR 15.2 94 53 1.32 0.8 [ J
APKT160412-TR 15.2 94 53 | 1.13 1.2 [ ]
S APKT160416-TR 15.2 94 53 1.13 1.6 [ )
APKT160424-TR 15.2 94 588 — 24 [ J
APKT100305 9.9 6.7 3.6 0.86 0.5 o
APKT100308 9.9 6.7 3.6 0.9 0.8 [ ]
APKT160402PDER-AK 15.2 94 53 1.11 0.2 [ J
APKT160404PDER-AK 15.2 94 518 1.1 0.4 [ J
S APKT160408PDER-AK 15.2 94 53 1.32 0.8 [ ]
APKT160412PDER-AK 15.2 94 53 | 113 1.2 [ J
APKT160416PDER-AK 15.2 94 53 1.13 1.6 [ ]
APKT160420PDER-GW 15.2 94 53 — 2.0 [ J
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Shoulder Milling
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TAP90 SERIES

Shoulder Milling with High Precision Cutting Edge and Low Cutting Forces for

Reduced Chattering

© Recommended Cutting Conditions

Workpiece material Hardness

Cutting Speed
Ve (m/min)

Feed
fz (mm/t)

120-220 0.15-0.30

70150 0.15-0.30

Tve02 70-150 0.15-0.30

LM sEnesssed | ___<He0 120200 008025
140-220 0.15-0.30

150-240 0.15-0.30

HC200 300-800 0.07-0.50

TY622 40-80 0.26-0.40

B149

—
>
v
©
=1
»
(]
=5
()
(7]

[72]
=2
o
=
o
(]
=
=




TGTIME Indexable Milling Cutter

Shoulder Milling

Indexable Milling Cutter

TLX SERIES — { ]

High productivity and stable cutting with large depth of cut in shouldering

and finishing.

% Tangential insert with high stability guarantees
exceptional reliability in shouldering and finishing.

% Economical double sided insert - Large rake and inclination
angles reduce cutting forces and provide stable, smooth cutting

()]
=
=
= © T
o N
33
s , ALV
L) oD
@ Milling Cutters
Size(mm) Cl i
: ; Coolant amping
Designation Hole Screw Wrench

TLXF90-50R05LX11M22 50 22 40 | 104 | 63 5 9.7 ®

TLXF90-63R06LX11M22 63 22 40 | 104 | 63 6 9.7 ®

TLXF90-80R07LX11M27 80 27 50 | 124 | 7.0 7 9.7 ®

TLXF90-100R08LX11M32 100 32 50 | 14.4 8.0 8 9.7 ® LXGU1107. . TLX1107 | TLXMS11

TLXF90-100R11LX11M32 100 32 50 | 144 | 8.0 1 9.7 )

TLXF90-125R09LX11M40 125 40 63 | 164 | 9.0 9 9.7 )

TLXF90-125R12LX11M40 125 40 63 | 164 | 9.0 12 9.7 )

/m o= T~ ©
s @ 777777777777777777 ASS
z
ap
L1
L
@ Endmills
Size(mm) Cl i
; ; Coolant amping
Designation Hole Screw Wrench

TLXE90-32R03D32LX11L115 32 32 35 115 3 9.7 o

TLXE90-40R04D32LX11L115 40 32 35 115 4 9.7 )

TLXE90-50R04D32LX11L120 50 32 40 120 4 97 ® LXGU1107. . TLX1107 | TLXMS11

TLXE90-63R06D32LX11L120 63 32 40 120 6 9.7 o

TLXE90-80R07D32LX11L120 80 32 40 120 7 97 o
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Shoulder Milling
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TLX SERIES A &

High productivity and stable cutting with large depth of cut in shouldering
and roughing.

Size(mm) Clampi
i i Coolant amping
Designation Hole Screw Wrench
TLXR90-50R21TP10M22 50 47 22 70 3 21 58.5 [
LXGU110708 TLX1107 TPRP11
TLXR90-63R32TP10M27 63 59 27 80 4 32 66.9 [}

© Applicable Inserts

Usage Classification

* 1st Choice
¥r 2nd Choice

Size(mm) Carbide Carbide

Insert No.

LXGU110708-MM 105 117 | 71 | 2 | 08 |@|@|®

LE S LXGU110716-MM 105 | 117 71 1.2 16 @ @ ®
ot E; o LXGU110724-MM 105 | 117 | 71 |04 | 24 |@|@
LXGU110732-MM 105 117 | 71 | - | 32 |@|e®

*Ask if this item is ready for order.

© Recommended Cutting Conditions

Feed

Cutting Speed
Workpiece material Hardness Qi) 1SS

Ve (m/min) fz (mm/t)

100-230 0.10-0.25

100-200 0.10-0.25

TT650 100-200 0.10-0.25

| M StanlessSeel | <HBO0 90-180 0.10-0.25
100-200 0.10-0.25

Y720 80-180 0.10-0.25

TS820 20-40 0.06-0.10
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Shoulder Milling

EAP SERIES 41 { fn

EAP Right Angle Shoulder Milling Cutter Bar

% Suitable for heavy cutting, rotary and feed
volume is 3 times than normal cutter.

* Suitable for economical inserts, high cost
performance.

L1

Size(mm) Clamping
Designation Sy Wrench
EAP300R-C10-10-120L-1T 10 10 30 - 120 1 9 APMT1135
EAP300R-C10-11-120L-1T 1 10 | 30 - | 120 1 9 APMT1135
EAP300R-C12-12-130L-1T 12 12 30 - 130 1 9 APMT1135
EAP300R-C12-13-130L-1T 13 12 30 - 130 1 9 APMT 1135
EAP300R-C16-16-120L-2T 16 16 | 40 - 120 | 2 9 APMT1135
EAP300R-C16-16-150L-2T 16 | 16 | 40 - | 150 | 2 9 APMT1135
EAP300R-C16-16-200L-2T 16 16 40 | 100 | 200 2 9 APMT 1135
EAP300R-C15-16-150L-2T 16 15 40 - 150 2 9 APMT 1135
EAP300R-C16-17-150L-2T 17 16 | 40 - | 150 | 2 9 APMT1135 TT1011 TTP11
EAP300R-C16-17-200L-2T 17 | 16 | 40 - | 200 | 2 9 APMT1135
EAP300R-C20-20-150L-2T 20 20 50 - 150 2 9 APMT 1135
EAP300R-C19-20-150L-2T 20 | 19 | 50 - | 150 | 2 9 APMT1135
EAP300R-C20-20-200L-2T 20 | 20 | 50 | 100 | 200 | 2 9 APMT1135
EAP300R-C19-20-200L-2T 20 19 50 - 200 2 9 APMT1135
EAP300R-C20-21-150L-2T 21 20 50 - 150 2 9 APMT1135
EAP300R-C20-21-200L-2T 21 20 | 50 - |20 | 2 9 APMT1135
EAP300R-C25-25-150L-3T 25 | 25 | 50 - | 150 | 3 9 APMT1135
EAP400R-C24-25-150L-2T 25 24 40 - 150 2 14 APMT 1604
EAP400R-C25-25-200L-2T 25 25 75 - 200 2 14 APMT 1604
EAP400R-C24-25-200L-2T 25 | 24 | 50 - |20 | 2 14 APMT1604
EAP400R-C32-32-150L-3T 32 32 50 - 150 3 14 APMT 1604 TT1016 TTP16
EAP400R-C32-32-200L-3T 32 32 80 - 200 3 14 APMT 1604
EAP400R-C32-35-150L-3T 35 | 32 | 60 - | 150 | 3 14 APMT1604
EAP400R-C32-35-200L-3T 35 | 32 | 60 - |20 | 3 14 APMT1604
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EAP SERIES

EAP Right Angle Shoulder Milling Cutter Bar

© Applicable Inserts

Usage Classification

% 1st Choice
¥r 2nd Choice

=N i

Size(mm) Carbide Carbide

Insert No.

APMT1135PDER-M2

Tl 5] APMT1604PDER-M2 165 | 953 | 476 | 17 08 @@

© Recommended Cutting Conditions

Feed
fz (mm/t)

e — e Cutting Speed
orkpiece materia ardness Ve (m/min)

120-220 0.15-0.30
70-150 0.15-0.30
70-150 0.150.30
: TI960
| M| Stainless Steel <HB200 120-200 0.10-0.25
140220 0.15-0.30
150-240 0.15.0.30
TH910 40-80 0.100.30
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Shoulder Milling

Indexable Milling Cutter

EAP SERIES

EAP Right Angle Shoulder Face Mill

% Suitable for 11° positive angle insert tip.

Y% Suitable for various types of inserts,
applicable to aluminum and steel milling.

% Screw locking,large space for chipping,
excellent chip removal performance .

% Cutting smoothly,low resistance.

% Customized aluminium milling cutter is available.

()]

=

- O f :

g g Designation Size(mm) C?ggxg Wrench

S uw

(.’g, EAP400R-50-22-4T 50 22 50 10.4 6.3 4 14 APMT1604
EAP400R-63-22-4T 63 22 50 10.4 6.3 4 14 APMT 1604
EAP400R-80-27-6T 80 27 50 124 7 6 14 APMT 1604
EAP400R-100-32-6T 100 32 50 144 8 6 14 APMT1604 TT1016 TTP16
EAP400R-125-40-7T 125 40 63 164 9 7 14 APMT1604
EAP400R-160-40-8T 160 40 63 164 9 8 14 APMT 1604
EAP400R-200-60-10T 200 60 63 257 14 10 14 APMT1604

© Applicable Inserts

* 1st Choice
Y¢ 2nd Choice

Coated
Carbide

Carbide

Insert No.

APMT1604PDER-M2

© Recommended Cutting Conditions

Cutting Speed Feed
Ve (m/min) fz (mm/t)

Workpiece material Hardness

120-220 0.15-030

70-150 0.15-030

70-150 0.15-030

e TI960

| M| Stainless Steel <HB200 120-200 0.10-0.25
140-220 0.15-030

150-240 0.15-030

TH910 4080 0.10-030
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TAL SERIES LQE Ma

The Premium High-Speed Milling Tool For Aluminum

* The New Premium Milling Tool Line for Aluminum Machining
Enhanced Productivity
% Increased productivity due to high speed capability
Improved Surface Finish
* Excellent surface finish and perpendicularity with high-precision products
Excellent Clamping Stability
Satisfactory clamping force of inserts by the use of the key shape
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@ Milling Cutters

Designation Coolant Clamping
TALF90-40R03AD19M16 40 16 50 8.4 5.6 3 17 [ J
TALF90-50R04AD19M22 50 22 50 10.4 6.3 4 17 [ ]
TALF90-63R05AD19M22 63 22 50 10.4 6.3 5 17 [ J
ADGT1904..-AL TAD1904 TADF19
TALF90-80R05AD19M27 80 27 50 12.4 7.0 5 17 [ ]
TALF90-100R05AD19M32 100 32 50 14.4 8.0 5 17 [ ]
TALF90-125R06AD19M40 125 40 63 16.4 9.0 6 17 [ J
al o\\r 7777777777777777777777777777777777 |
8 _—t-— 1 A=y
lap]
L1
L
© Endmills
Size(mm) :
Designation Clamping Wrench
TALE90-25R02D25AD19L125 25 25 45 125 2 17 [ ]
ADGT1904..-AL | TAD1904 | TADE19
TALE90-32R03D32AD19L125 32 32 45 125 3 17 (]
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Indexable Milling Cutter

TAL SERIES

The Premium High-Speed Milling Tool for Aluminum

Size(mm) Clamping

Shoulder Milling
TAL Series

; ; Coolant
Designation Hole Screw Wrench
TALC90-25R02AD19M12 25 45 M12 2 17 [ ]
TALC90-32R02AD19M16 32 52 M16 2 17 [} ADGT1904..-AL | TAD1904 | TADF19
TALC90-40R03AD19M16 40 52 M16 3 17 [ ]

© Applicable Inserts

Usage Classification

* 1st Choice
¥r 2nd Choice

Size(mm) : Carbide

Insert No.

ADGT190412-AL 22.1 9.52 | 4.76 1.2 °
ADGT190420-AL 221 9.52 4.76 2.0 [ ]
ADGT190424-AL 221 9.52 4.76 24 [
ADGT190430-AL 221 9.52 4.76 3.0 [ ]
ADGT190432-AL 22.1 9.52 | 4.76 32 °

© Recommended Cutting Conditions
Cutting Speed Feed

Workpiece material Hardness - - S
Ve (m/min) fz (mm/t)

300-1500 0.10-0.30
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TLU SERIES 48 { tn

Multifunctional milling cutter with center cutting edge

* Innovative four-edged inserts provide ultimate machining flexibility and economy - from flat bottom drilling to profiling

% With center cutting capability, a single cutter can perform a wide array of applications, enabling process and tool integrations
for maximum productivity. Dovetail insert clamping ensures for high process security.

* Maximum cost per edge for shoulder cutters with a center cutting edge .

* Asingle insert can be used either for center edge or peripheral edge and can be used twice in each position - four total cutting
edges for highest insert economy.

* Easy to make hole bottoms as flat as possible. Also makes it suitable for counter boring.

op

w
-0 =2
S ToF = e - — % - 2
==
Z apl ::n %
L1 o=

[ — 2

L n

Designation S COH(ZJIEM CI;::Q‘i;g
TLU90-16R02D16LX08L130 16 16 30 130 2 7 4 [ ]
TLU90-16R02D16LX08L180 16 16 50 180 2 7 4 ([ ] LXMUO08.. TLUO8 | TLUS0803
TLU90-17R02D16LX08L 180 17 16 25 180 2 7 4 [ ]
TLU90-20R02D20LX10L 145 20 20 35 145 2 7 4 ([ ]
TLU90-20R02D20LX10L190 20 20 60 190 2 7 4 [ ] LXMU10.. TLU10 TLUS10T3
TLU90-21R02D20LX10L190 21 20 30 190 2 7 4 ([ ]
TLU90-25R02D25LX12L.150 25 25 45 150 2 7 4 ([ ]
TLU90-25R02D25L.X12L.225 25 25 75 225 2 7 4 [ ] LXMU12.. TLU12 | TLUS1204
TLU90-26R02D25L.X12L225 26 25 35 225 2 7 4 [ ]

© Applicable Inserts

Usage Classification

“

% 1st Choice
¥t 2nd Choice

e TIOOOO0

Size(mm) Carbide Carbide

Insert No.

LXMU080304-GM

LXMU10T308-GM 10.0 | 6.00 | 3.2 0.8 08 @ @ @

LXMU120408-GM 122 | 7.08 | 42 0.8 08 ® @ @

*Ask if this item is ready for order.
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Indexable Milling Cutter

TLU SERIES

Multifunctional milling cutter with center cutting edge

Recommended Cutting Conditions

Cutting Speed Feed fz(mm/t
Workpiece material Hardness  Grade utting Sp Z(mm/t)

Ve (m/min) Drilling Shouldering
100-300 0.03-0.08 0.05-0.30
100-250 0.03-0.08 0.05-0.30
100-200 0.03-0.06 0.05-0.25
g’ 80-180 0.03-0.08 0.05-0.20
:E 2 100-300 0.03-0.10 0.05-0.30
% 'g 100-250 0.03-0.08 0.05-0.25
» ~ N N
g 3 20-40 0.03-0.05 0.04-0.15
S F
o
=
[72)
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Profile Milling

TRD SERIES ABQ Y ta

Radius Milling with Lowers Cutting Costs and Increases Effciency

% Low cutting forces with helical cutting edge design.
* Suitable for 11°positive angle insert, applicable to alloy steel , hardened steel and aluminium alloy.
* Reduced chattering even with extended mlling adapters .

[2fe]

Endmills
Size(mm) . :
Designation Clamping Wrench Clamping
Screw Piece
TRDE4R-16R02D16RD08L150 150 2 4 RDKT0802MO0
16 16 28
TRDE4R-16R02D16RD08L200 200 2 4 RDKT0802M0
TR1008 TRPO8 TRS08
TRDE4R-20R02D20RD08L150 150 2 4 RDKT0802MO
20 20 30
TRDE4R-20R02D20RD08L200 200 2 4 RDKT0802M0
TRDE5R-20R02D20RD10L 150 150 2 5 RDKT10T3MO
20 20 30
TRDES5R-20R02D20RD10L200 200 2 5 RDKT10T3MO
TR1010 TRP10 TRS10
TRDES5R-25R02D25RD10L150 150 2 5 RDKT10T3MO
25 25 40
TRDES5R-25R02D25RD10L200 200 2 5 RDKT10T3MO
TRDEG6R-32R03D32RD12L150 150 3 6 RDKT1204MO
32 1 32 | 45 TR1012 TRP12 TRS12
TRDE6R-32R03D32RD12L200 200 3 6 RDKT1204MO
Bd
W
L |
| \'
— .
[=] @ G

@D

Milling Cutters

- Size (mm) Clamping Clamping
Designation Wrench .
Screw Piece
TRDF5R-50R04RD10M22 50 22 50 10.4 6.3 4 5 RDKT10T3MO
TRDF5R-63R04RD10M22 63 22 50 10.4 6.3 4 5 RDKT10T3MO0
TR1010 TRP10 TRS10
TRDF5R-80R06RD10M27 80 27 50 124 7.0 6 5 RDKT10T3MO
TRDF5R-100R06RD10M32 100 32 50 14.4 8.0 6 5 RDKT10T3MO0
TRDF6R-50R04RD12M22 50 22 50 104 6.3 4 6 RDKT1204M0
TRDF6R-63R04RD12M22 63 22 50 10.4 6.3 4 6 RDKT1204M0
TR1012 TRP12 TRS12
TRDF6R-80R06RD12M27 80 27 50 124 7.0 6 6 RDKT1204M0
TRDF6R-100R06RD12M32 100 32 50 14.4 8.0 6 6 RDKT1204M0
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TRD SERIES

Radius Milling with Lowers Cutting Costs and Increases Effciency

Applicable Inserts

Usage Classification

% 1st Choice
Yr2nd Choice

Size(mm) Coated Carbide Carbide
Insert No.
RDKT0802M0 8 24 el | LT
RDKT10T3MO 10 | 40 5 | e
RDKT1204M0 12 | 48 6 | o
RDMT0802MO 8 24 4 | o
e er RDMT10T3MO 10 | 40 5 | e
RDMT1204M0 12 | 48 6 | ®
RDKT0802M0-ST 8 24 4 | e
o — | ROKT10T3MO-ST 10 | 40 5 | e
Stainiess Steel RDKT1204M0-ST 12 | 48 6 | ®
RDKT0802M0-TR 8 24 4 °
o _ | ROKT10T3MO-TR 10 | 40 5 )
RDKT1204M0-TR 12 | 48 6 °
RDKT0802M0 8 24 4 o
o _ | RDKT10T3MO 10 | 40 5 °
RDKT1204M0 12 | 48 6 °
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TRD SERIES

Radius Milling with Lowers Cutting Costs and Increases Effciency

¢ Recommended Cutting Conditions

Workpiece material Hardness

Cutting Speed

Ve (m/min)

Feed
fz (mm/t)

120-220 0.15-0.30

70-150 0.15-0.30

Y602 70-150 0.15-0.30

I I " 120200 010025
140-220 0.15-030

150-240 0.15-030

HC200 300-800 0.07-055

TY622 40-80 0.22-040
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EMR Round Dowel Milling Cutter Bar

% Suitable for a variety of economical inserts,
high cost performance ap

(2]
Qg
od

Size(mm)

Designation ngg\i;g Wrench Clgrizréi:g
EMR-4R-C12-12-130L-1T 12 12 40 - 130 1 4 RPMT08T2
EMR-4R-C12-13-130L-1T 13 12 | 40 - | 130 | 1 4 RPMT08T2
EMR-4R-C16-16-150L-2T 16 16 | 40 - | 150 | 2 4 RPMT08T2
EMR-4R-C15-16-150L-2T 16 15 | 40 - | 150 | 2 4 RPMT08T2
EMR-4R-C16-16-200L-2T 16 16 40 | 100 | 200 2 4 RPMT08T2
EMR-4R-C15-16-200L-2T 16 15 40 - 200 2 4 RPMTO08T2
EMR-4R-C16-17-150L-2T 17 16 40 - 150 2 4 RPMT08T2 TT1008 TTPO8 TTS08
EMR-4R-C16-17-200L-2T 17 16 50 - 200 2 4 RPMT08T2
EMR-4R-C20-20-150L-2T 20 20 50 - 150 2 4 RPMT08T2
EMR-4R-C19-20-150L-2T 20 19 | 50 - | 150 | 2 4 RPMT08T2
EMR-4R-C20-20-200L-2T 20 20 50 | 100 | 200 | 2 4 RPMT08T2
EMR-4R-C19-20-200L-2T 20 19 | 50 - | 200 | 2 4 RPMT08T2
EMR-4R-C20-21-150L-2T 21 20 50 - 150 2 4 RPMT08T2
EMR-4R-C20-21-200L-2T 21 20 50 - 200 2 4 RPMT08T2
EMR-5R-C20-30-110L-2T 30 20 40 - 110 2 5 RPM[I]100J3
EMR-5R-C20-20-150L-2T 20 20 50 - 150 2 5 RPM[I]10J3
EMR-5R-C20-20-200L-2T 20 20 50 | 100 | 200 2 5 RPM[J10]3
EMR-5R-C20-21-150L-2T 21 20 50 - | 150 | 2 5 RPMCI10L13
EMR-5R-C20-21-200L-2T 21 20 50 - 1200 | 2 5 RPM[I1013
EMR-5R-C25-25-150L-2T 25 25 | 50 - | 150 | 2 5 RPMLCI10L13
EMR-5R-C20-25-150L-2T 25 20 50 - 150 2 5 RPM[J10]3
EMR-5R-C24-25-150L-2T 25 24 50 - 150 2 5 RPM[J10J3
EMR-5R-C25-25-200L-2T 25 25 75 - 200 2 5 RPM[I10[]3 o TTPio Tsio
EMR-5R-C25-25-250L-2T 25 25 60 | 115 | 250 2 5 RPM[J10]3
EMR-5R-C20-25-200L-2T 25 20 50 - 1200 | 2 5 RPMLCI10013
EMR-5R-C24-25-200L-2T 25 24 50 - | 200 | 2 5 RPMCI1013
EMR-5R-C24-25-250L-2T 25 24 50 - 1250 | 2 5 RPM[I1013
EMR-5R-C25-26-150L-2T 26 25 | 50 - | 150 | 2 5 RPM[J10[]3
EMR-5R-C25-26-200L-2T 26 25 50 - 200 2 5 RPM[I]10[]3
EMR-5R-C25-26-250L-2T 26 25 50 - 250 2 5 RPM[J10]3
ERP-6R-C32-32-150L-2T 32 32 50 - 150 2 6 RPMT1204
ERP-6R-C32-32-200L-2T 32 32 50 - 200 2 6 RPMT1204
ERP-6R-C32-35-150L-3T 35 32 50 - | 150 | 3 6 RPMT1204 Trioiz TRP12 TRS12
ERP-6R-C32-35-200L-3T 35 32 50 - | 200 | 3 6 RPMT1204
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EMR SERIES

EMR Round Dowel Milling Cutter Bar

© Applicable Inserts

Usage Classification

NN

% 1st Choice
Y¢2nd Choice

Size(mm) Coated Carbide Carbide

Insert No. o

=

]

m =

= =

RPMT08T2MO-MT1 8 278 4 ([ ] : ;

o

RPMW1003MT 10 318 5 |@|® 5

o (=}
RPMT10T3MT 10 3.97 5 [ N ]
RPMT1204M0-MT1 12 476 6 [ N )

¢ Recommended Cutting Conditions

Cutting Speed Feed

Workpiece material Hardness
fz (mm/t)

Ve (m/min)

120220 015030
70150 015030
70150 015030
TI960
| M | Stainless Steel <HB200 120200 010-025
140220 015030
150240 015030
TH910 4080 022040
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EMR SERIES LQLE =

EMR Round Dowel Mill

* Suitable for 11° positive angle insert tip

* Working with very economical insert

* Large space for chipping, excellent chip removal performance
* Taper design with high rigidity

% Customized aluminium milling cutter is available

Size(mm) Clamping Clamping
Designation Wrench :
Screw Piece
EMR-5R-50-22-4T 50 22 50 104 6.3 4 5
EMR-5R-63-22-4T 63 22 50 10.4 6.3 4 5
EMR-5R-80-27-6T 80 27 50 124 7 6 5 RPMW1003 TW1010
TTP10 TTS10
EMR-5R-100-32-6T 100 32 50 14.4 7 6 5 RPMT10T3 TT1011
EMR-5R-125-40-7T 125 40 63 16.4 9 7 5
EMR-5R-160-40-8T 160 40 63 16.4 9 8 5
ERP-6R-50-22-4T 50 22 50 104 6.3 4 6
ERP-6R-63-22-4T 63 22 50 10.4 6.3 4 6
RPMT 1204 TT1012 TRP12 TRS12
ERP-6R-80-27-6T 80 27 50 124 7 6 6
ERP-6R-100-32-6T 100 32 50 144 8 6 6
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EMR SERIES

EMR Round Dowel Mill

© Applicable Inserts

Usage Classification

% 1st Choice
Y¢2nd Choice

Insert No.

Size(mm)

Coated Carbide

Carbide

RPMW1003MT
-— RPMT10T3MT 10 397 e o
RPMT1204M0-MT1 12 476 e o

¢ Recommended Cutting Conditions

Workpiece material Hardness

“ Stainless Steel <HB200

Cutting Speed

Feed

Ve (m/min) fz (mm/t)

120-220 0.10-0.35

70-150 0.10-0.35

TI960 70-150 0.10-0.35
120-200 0.10-0.30

140-220 0.15-0.30

150-240 0.15-0.30

TH910 40-80 0.10-0.30
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Indexable End Mills for High Precision Finish

L1

CARBIDE SHANK TYPE

Size(mm) f
Designation Clamping Wrench
Screw
C-ABPF-10S10x30x150L 10 10 150 30 5 SP1W100
TSB-5842 TX10
C-ABPF-10S10x30x180L 10 10 180 30 5 SP1W100
C-ABPF-12512x35x165L 12 12 165 35 6 SP1W120
TSB-5843
C-ABPF-12512x35x200L 12 12 200 35 6 SP1W120
TX20
C-ABPF-16S16x50x200L 16 16 200 50 8 SP1W160
TSB-5844
C-ABPF-16S16x50x250L 16 16 250 50 8 SP1W160
C-ABPF-20S20x70x220L 20 20 220 70 10 SP1W200
C-ABPF-20S20x70x250L 20 20 250 70 10 SP1W200 TSB-5845 TX25
C-ABPF-20S20x70x300L 20 20 300 70 10 SP1W200
C-ABPF-25525x100x200L 25 25 200 100 12.5 SP1W250
C-ABPF-25525x100x250L 25 25 250 100 12.5 SP1W250 TSB-5846
C-ABPF-25525x100x300L 25 25 300 100 12.5 SP1W250 TX30
C-ABPF-30S32x100x250L 30 32 250 100 15 SP1W300
TSB-5847
C-ABPF-30S32x100x300L 30 32 300 100 15 SP1W300
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C-ABPF SERIES

Indexable End Mills for High Precision Finish

© Applicable Inserts

Usage Classification

% 1st Choice
¥r 2nd Choice

: Coated :
Size(mm) Carbide Carbide

Insert No.

SP1W100 50 | 10 | 56 | 121 | 27 |@
SP1W120 60 | 12 | 66 | 146 | 32 |@
SP1W160 80 | 16 | 90 | 166 | 42 | @
o SP1W200 100 | 20 | 115 | 203 | 52 |@
A~ SP1W250 125 | 25 | 145 | 241 | 62 |@
SP1W300 150 | 30 | 185 | 292 | 72 |@

. Coated .
Size(mm) Carbide Carbide

Insert No.

SP1Q100-R1.0 120 | 10 | 27 | 10 |@
L
SP1Q120-R1.0 146 | 12 | 32 | 10 |@
SP1Q160-R1.0 166 | 16 | 42 | 10 |@
S SP1Q200-R1.0 199 | 20 | 52 | 10 |@
J\ SP1Q250-R1.0 26| 25 | 62 | 10 |@
R+0.015
SP1Q300-R1.0 272 | 30 | 72 | 10 |@

¢ Recommended Cutting Conditions

Cutting Speed

Workpiece material Hardness ) L
Ve (m/min)

160-200

TD300 160-200 0.1-0.25

120-160 0.1-0.25

Bl67

se33ng Bullji a1qexapul

S$8l9S§ 4d9V-0

20 ed

v
=
o
=
o
=
=
«Q




TaTIME Indexable Milling Cutter

Slot Milling

=
>
-
£
>
o
=)
=
=
2
=}
©
>
@
S
=

TLXFD SERIES — { ]

TLX SlotMill Series is an economical slot milling line for improved surface finish

in slotting, face milling, and back-face milling.

% An economical slot milling solution with stable chip formation allowing deeper slots
thus increasing productivity and stability in machining.

* 4 corners available with grade gedge .

% High productivity due to a large number of edge lines
small gap between redge and ledge

Size(mm) Clamping
Screw

Designation Wrench

TLXFD9016-100R10LX10M27 100 58 27 50 5 10 20.0 16
TLXFD9016-125R12LX10M32 125 66 32 50 6 12 28.5 16 LXGU1008. . TLX1008 TLXS10
TLXFD9016-160R14LX10M40 160 82 40 63 7 14 38.0 16
TLXFD9019-100R10LX12M27 100 58 27 50 5 10 20.0 19
TLXFD9019-125R12LX12M32 125 66 32 50 6 12 28.5 19 LXGU1208. TLX1208 TLXS12
TLXFD9019-160R14LX12M40 160 82 40 63 7 14 38.0 19
TLXFD9019-200R16LX12M40 200 95 40 63 8 16 55.0 19
TLXFD9025-125R10LX15M32 125 66 32 50 5 10 28.5 25
TLXFD9025-160R12LX15M40 160 82 40 63 6 12 38.0 25 LXGU1509. . TLX1509 TLXS15
7

TLXFD9025-200R14LX15M40 200 95 40 63 14 55.0 25
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TLXSD SERIES - { -

TLX SlotMill Series is an economical slot milling line for improved surface finish
in slotting, face milling, and back-face milling.

Designation Clamping Wrench
TLXSD9016-100R10LX10M32 100 32 16 5 10 25.5 16
TLXSD9016-125R12LX10M40 125 40 16 6 12 34.0 16 LXGU1008.. TLX1008 TLXS10
TLXSD9016-160R14LX10M40 160 40 16 7 14 515 16
TLXSD9019-100R10LX12M32 100 32 19 5) 10 2515 19
TLXSD9019-125R12LX12M40 125 40 19 6 12 34.0 19
TLXSD9019-160R14LX12M40 160 40 19 7 14 518 19 LXGU1208.. TLX1208 TLxs12
TLXSD9019-200R16LX12M50 200 50 19 8 16 64.5 19
TLXSD9025-125R10LX15M40 125 40 25 5] 10 34.0 25
TLXSD9025-160R12LX15M40 160 40 25 6 12 51.5 25 LXGU1509.. TLX1509 TLXS15
TLXSD9025-200R14LX15M50 200 50 25 7 14 64.5 25
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TLXFD/SD SERIES

TLX SlotMill Series is an economical slot milling line for improved surface finish

in slotting, face milling, and back-face milling.

Applicable Inserts

Usage Classification

% 1st Choice
Yr 2nd Choice

Coated

Size(mm) Carbide

Insert No.

LXGU100808-MM 1050 | 1270 | 80 | 08 |@|®|®

LXGU100810-MM 1050 | 1270 | 80 | 10 |@|®@|®

LXGU100816-MM 1050 | 1250 | 80 | 16 |®| @@

LXGU100820-MM 10.50 | 12.40 8.0 20 (@@ @

LXGU100824-MM 1050 | 1240 | 80 | 24 |@|@|®

LXGU100830-MM 1050 | 1220 | 80 | 30 |®@|@|®

LXGU100832-MM 1050 | 1220 | 80 | 32 |@|@|®

LXGU120808-MM 1270 | 1360 | 80 | 08 |®@|®@|®

LXGU120816-MM 1270 | 1340 | 80 | 16 |®|@|®

r 5. LXGU120820-MM 1270 | 1330 | 80 | 20 |@|@|®
‘—wT ! LXGU120824-MM 1270 | 1320 | 80 | 24 |@|@|®
7\{}/{7 ‘[J 9 LXGU120830-MM 1270 | 1310 | 80 | 30 |@|@|®
LXGU120832-MM 1270 | 1310 | 80 | 32 |@|@|®

LXGU150908-MM 1500 | 1560 | 95 | 08 |@|®@|®

LXGU150916-MM 1500 | 1540 | 95 | 16 |@|@|®

LXGU150920-MM 1500 | 1540 | 95 | 20 |@|®|®

LXGU150924-MM 1500 | 1530 | 95 | 24 |@|@|®

LXGU150930-MM 1500 | 1520 | 95 | 30 |@|@|®

LXGU150932-MM 1500 | 1510 | 95 | 32 |@|@|®

LXGU150940-MM 1500 | 1490 | 95 | 40 |®|@|®

LXGU150950-MM 1500 | 1470 | 95 | 50 |@|®|®

LXGU150940-MM and LXGU150950-MM inserts are for special cutter bodies only and do not fit standard versions.
*Ask if this item is ready for order.
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Slot Milling

TLXFD/SD SERIES

TLX SlotMill Series is an economical slot milling line for improved surface finish

in slotting, face milling, and back-face milling.

Recommended Cutting Conditions

Cutting Speed
Ve (m/min)

Workpiece material Hardness

Feed
fz (mm/t)

90-180 0.13-0.40

90-180 0.13-0.40

TT650 90-180 0.13-0.40

| M |StinlessSteel | <HB200D | 90-200 0.13-0.40
100-200 0.10-0.25

Y720 80-150 0.10-0.20

75820 20-35 0.07-0.16
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Reduces Tool Changeover
Times Drastically

Highly Accurate Deep
Cavity Die Processing.

Extend the processing depth,
improve the surface quality of
the processing,realize ultra-long
deepcavity processing,and
cooperate with the cemented
carbide toolholder to ensure
excellentrigidity and shock
absorption.

Modular Indexable Endmill

. - = -_ - -
¢ I“-. ’ / '
! |

- '

-
7 ey i
| T
TP Series ABPF Series BAPM Series EMRM Series MFHO3 Series
Modular Endmill: Tungsten Anti-Vibration Milling Holder
/
, \ MFT Series
§8: E :
HHD Series HSB Series HRTA Series
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MODULAR BAPM SERIES

BAPM Square Shoulder Series Screwed End Mill

Designation e S Wrench
BAPM-16-M8-2T-11 16 25 85 M8 2 APMT1135
BAPM-17-M8-2T-11 17 25 85 M8 2 APMT1135
BAPM-20-M10-2T-11 20 27 105 M10 2 APMT1135
BAPM-21-M10-2T-11 21 27 10.5 M10 2 APMT1135
BAPM-22-M10-3T-11 22 29 10.5 M10 3 APMT1135
BAPM-25-M12-3T-11 25 29 125 M12 3 APMT1135 TT1011 -
BAPM-26-M12-3T-11 26 29 125 M12 3 APMT1135
BAPM-28-M12-4T-11 28 Bills 125 M12 4 APMT1135
BAPM-30-M16-4T-11 30 30 16.5 M16 4 APMT1135
BAPM-32-M16-4T-11 32 33 16.5 M16 4 APMT1135
BAPM-35-M16-4T-11 35 34 16.5 M16 4 APMT1135
BAPM-40-M16-4T-11 40 37 16.5 M16 4 APMT1135
BAPM-25-M12-2T-16 25 35 125 M12 2 APMT1604
BAPM-26-M12-2T-16 26 35 125 M12 2 APMT1604
BAPM-30-M16-3T-16 30 39 16.5 M16 3 APMT1604 TT1016 TTP16
BAPM-32-M16-3T-16 32 39 16.5 M16 3 APMT 1604
BAPM-35-M16-3T-16 35 42 16.5 M16 3 APMT1604
BAPM-40-M16-4T-16 40 43 16.5 M16 4 APMT1604
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MODULAR EMRM SERIES
EMRM Round Nose Series Screwed End Mill
_H_8
Designation Eles Insert Clsa g: g\:: 2 Wrench

EMRM-4R16-M8-2T 16 25 85 M8 2 RPMTO08T2
EMRM-4R17-M8-2T 17 25 85 M8 2 RPMT08T2
EMRM-4R20-M10-2T 20 27 105 M10 2 RPMT08T2
EMRM-4R21-M10-2T 21 27 105 M10 2 RPMTO08T2
EMRM-4R25-M12-3T 25 29 125 M12 3 RPMT08T2

TT1008 TTPOS
EMRM-4R26-M12-3T 26 29 125 M12 3 RPMTO08T2
EMRM-4R30-M16-4T 30 31 165 M16 4 RPMT08T2
EMRM-4R32-M16-4T 32 32 165 M16 4 RPMT08T2
EMRM-4R35-M16-4T 35 34 165 M16 4 RPMT08T2
EMRM-4R40-M16-5T 40 34 165 M16 5 RPMTO08T2
EMRM-5R25-M12-2T 25 32 125 M12 2 RPMW1003
EMRM-5R26-M12-2T 26 32 125 M12 2 RPMW 1003
EMRM-5R30-M16-2T 30 35 165 M16 2 RPMW1003

TT101 TTP10
EMRM-5R32-M16-3T 32 35 165 M16 3 RPMW1003
EMRM-5R35-M16-3T 35 37 165 M16 3 RPMW1003
EMRM-5R40-M16-4T 40 39 165 M16 4 RPMW1003
EMRM-6R25-M12-2T 25 34 125 M12 2 RPMT1204
EMRM-6R26-M12-2T 26 35 125 M12 2 RPMT1204
EMRM-6R30-M16-2T 30 36 165 M16 2 RPMT1204

TT1012 TRP12
EMRM-6R32-M16-2T 32 36 165 M16 2 RPMT1204
EMRM-6R35-M16-3T 35 38 165 M16 3 RPMT1204
EMRM-6R40-M16-3T 40 38 165 M16 3 RPMT1204
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MODULAR ABPF SERIES

ABPF Ball Precision Series Screwed End Mill

I | I
L
Designation Sl Insert Cls?ggxlg Wrench
ABPF-10-M5 10 20 55 M5 1 SP1W100 ABPF-5R T10
ABPF-12-M6 12 20 6.5 M6 1 SP1W120 ABPF-6R T20
ABPF-16-M8 16 25 8.5 M8 1 SP1W160 ABPF-8R T20
ABPF-20-M10 20 30 10.5 M10 1 SP1W200 ABPF-10R T20
ABPF-25-M12 25 35 12.5 M12 1 SP1W250 ABPF-12.5R T25
ABPF-30-M16 30 40 17 M16 1 SP1W300 ABPF-15R T30

MODULAR TP SERIES

TP Boring Head Series Screwed End Mill
M

L
Size(mm) :
Designation Insert Clamping Wrench
Screw
TP0802-9-M4 9 15 4.5 M4 1
TP0802-10.5-M4 10.5 15 4.5 M4 1
TP0802-12-M5 12 20 55 M5 1
TP0802-14-M6 14 20 6.5 M6 1 TP.0802 ST2.2 T6
TP0802-16-M8 16 25 8.5 M8 1
TP0802-18-M8 18 25 8.5 M8 1
TP0802-20-M8 20 25 8.5 M8 1
TP0802-22-M8 22 25 8.5 M8 1
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MODULAR MFHO03 SERIES

MFHO03 High-Feed Series Screwed End Mill

Designation S S
MFH03-2T16-M08 16 30 8.5 M8 2
MFH03-2T17-M08 17 30 8.5 M8 2
MFH03-3T20-M10 20 30 10.5 M10 3
MFH03-3T21-M10 21 30 10.5 M10 S
MFH03-4T25-M12 25 35 12.5 M12 4
MFH03-4T26-M12 26 35 12.5 M12 4 LOGUO30310) - TT0303 TTPos
MFHO03-5T32-M16 32 40 16.5 M16 5
MFH03-5T33-M16 33 40 16.5 M16 5
MFH03-5T35-M16 35 40 16.5 M16 5
MFHO03-6T40-M16 40 40 16.5 M16 6
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Multi-Functional Milling

End Mills with Exchangeable Heads

For Alloy Steel,Stainless Steel,Cast Iron,Hardened Steel (<HRC60)
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Size(mm)
Square Designation
Diameter Flute Length Neck Diameter Thread Size
HHDO0804 8 8 7.7 M4
HHD1004 10 10 97 M5
HHD1204 12 12 17 Mé
HHD1604 16 16 15.7 M8
HHD2004 20 20 195 M10
HHD2504 25 25 245 M12
Size(mm)
Ball Nose Designation
Flute Length Neck Diameter Thread Size
HSB1002 R5.0 10 9.7 M5
HSB1202 R6.0 12 11.7 M6
HSB1602 R8.0 16 15.7 M8
HSB2002 R10.0 20 19.5 M10
HSB2502 R125 25 245 M12
HSB1004 R5.0 10 9.7 M5
HSB1204 R6.0 12 17 M6
HSB1604 R8.0 16 15.7 M8
HSB2004 R10.0 20 19.5 M10
HSB2504 R12.5 25 245 M12
Size(mm)
Corner Radius Designation
Diameter xCorner R Flute Length Neck Diameter Thread Size
HRTA080054 8x0.5R 8 7.7 M4
HRTA080104 8x1R 8 7.7 M4
HRTA100054 10x0.5R 10 9.7 M5
HRTA100104 10x1R 10 97 M5
HRTA100204 10x2R 10 9.7 M5
HRTA120054 12x0.5R 12 1.7 M6
HRTA120104 12x1R 12 1.7 M6
HRTA120204 12x2R 12 1.7 M6
HRTA160104 16x1R 16 15.7 M8
HRTA160204 16x2R 16 15.7 M8
HRTA200104 20x1R 20 195 M10
HRTA200204 20x2R 20 19.5 M10
HRTA250104 25x1R 25 245 M12
HRTA250204 25x2R 25 245 M12
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TGTIME Indexable Milling Cutter

Multi-Functional Milling

End Mills with Exchan

Aluminium Alloys

eable Heads

Size(mm)
Square Designation
Diameter Flute Length Neck Diameter Thread Size z
HHDO0803-AL 8 8 7.7 M4 3
HHD1003-AL 10 10 9.7 M5 3
HHD1203-AL 12 12 17 Mé 3
HHD1603-AL 16 16 15.7 M8 3
HHD2003-AL 20 20 19.5 M10 3
HHD2503-AL 25 25 245 M12 3
Size(mm)
Ball Nose Designation
Flute Length Neck Diameter Thread Size
HSB1002-AL R5.0 10 97 M5 2
HSB1202-AL R6.0 12 1.7 M6 2
HSB1602-AL R8.0 16 15.7 M8 2
HSB2002-AL R10.0 20 1915 M10 2
HSB2502-AL R12.5 25 245 M12 2
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Multi-Functional Milling

Designation

Tungsten Anti-Vibration Milling Arbor

Size(mm)

MFT-08-100-M4 ®8mm™*100L*M4 100 45 10 M4
MFT-08-150-M4 ®8mm*150L*M4 150 45 10 M4
MFT-10-100-M5 ®10mm*100L*M5 100 55 10 M5
MFT-10-150-M5 ®10mm*150L*M5 150 5.5 10 M5
MFT-12-100-M6 ®12mm*100L*M6 100 6.5 12 M6
MFT-12-150-M6 ®12mm*150L*M6 150 6.5 12 M6
MFT-12-200-M6 ®12mm*200L*M6 200 6.5 12 M6
MFT-16-100-M8 ®16mm™*100L*M8 100 85 16 M8
MFT-16-150-M8 ®16mm*150L*M8 150 85 16 M8
MFT-16-200-M8 ®16mm*200L*M8 200 85 16 M8
MFT-16-250-M8 ®16mm*250L*M8 250 85 16 M8
MFT-20-100-M10 ®20mm*100L*M10 100 10.5 20 M10
MFT-20-150-M10 ®20mm*150L*M10 150 105 20 M10
MFT-20-200-M10 ®20mm*200L*M10 200 10.5 20 M10
MFT-20-250-M10 ®20mm*250L*M10 250 10.5 20 M10
MFT-20-300-M10 ®20mm*300L*M10 300 10.5 20 M10
MFT-25-100-M12 ®25mm*100L*M12 100 125 25 M12
MFT-25-150-M12 ®25mm*150L*M12 150 125 25 M12
MFT-25-200-M12 ®25mm*200L*M12 200 125 25 M12
MFT-25-250-M12 ®25mm*250L*M12 250 125 25 M12
MFT-25-300-M12 ®25mm*300L*M12 300 125 25 M12
MFT-32-150-M16 ®32mm*150L*M16 150 17.0 32 M16
MFT-32-200-M16 ®32mm*200L*M16 200 17.0 32 M16
MFT-32-250-M16 ®32mm*250L*M16 250 17.0 32 M16
MFT-32-300-M16 ®32mm*300L*M16 300 17.0 32 M16
MFT-32-350-M16 ®32mm*350L*M16 350 17.0 32 M16
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Solid Carbide Thread End Mills
(1ISO Metric Profile)

Le

D2

Apmax<2xDo (Do=Nominal Diameter)

Unit : mm

S Thread Size : Dimension IEmm) . gir::n::ek: .
D2.3X6XD4X50-FT 0.50 M3X0.5 - 2.3 6 50 4 2.50 4
D4.2X10XD6X50-FT - M5X0.5 4.2 10 50 6 450 4
D3.1X8XD4X50-FT 0.70 M4X0.7 3.1 8 50 4 3.30 4
D5X12XD6X50-FT 0.75 - M6X0.75 50 12 50 6 525 4
D6.5X16XD8X60-FT - M8X0.75 6.5 16 60 8 7.25 6
D3.9X10XD6X50-FT 0.80 M5X0.8 - 39 10 50 6 4.20 4
D4.6X12XD6X50-FT M6X1.0 - 46 12 50 6 5.00 4
D6.5X16XD8X60-FT 1.00 - M8X1.0 6.5 16 60 8 7.00 6
D8.5X20XD10X75-FT - M10X1.0 85 20 75 10 9.00 6
D10X24XD10X75-FT - M12X1.0 10.0 24 75 10 11.00 6
D6.5X16XD8X60-FT M8X1.25 - 6.5 16 60 8 6.75 6
D8.2X20XD10X75-FT 1.25 - M10X1.25 8.2 20 75 10 10.75 6
D10X24XD10X75-FT - M12X1.25 10.0 24 75 10 10.75 6
D8.2X20XD10X75-FT M10X1.5 8.2 20 75 10 8.50 6
D10X24XD10X75-FT 150 - M12X1.5 10.0 24 75 10 10.50 6
D12X28XD12X50-FT - M14X1.5 12.0 28 75 12 12.50 6
D14X32XD14X80-FT - M16X1.5 14.0 32 80 14 14.50 6
D9.9X24XD10X75-FT 1.75 M12X1.75 - 99 24 75 10 10.20 6
D11.6X28XD12X75-FT 2.00 M14X2.0 - 11.6 28 75 12 12.00 6
D13.6X32XD14X80-FT 2.00 M16X2.0 - 13.6 32 80 14 14.00 6
D16X40XD16X100-FT 2.50 M20X2.5 - 16.0 40 100 16 17.50 6

Ordering Example:D2.3x6xD4x50-FT
M3x0.5-1ISO
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T 3 Pitch Typed Solid Carbide Thread End Mills
(ISO Metric Profile)

D2

—_— . L

Le

Apmax<2xDo (Do=Nominal Diameter)

Order No. I1V'Ihread Size II_D(;mensll-o::n (m:l) — gir::n:(t);? e
D0.7X2.2XD4X50-3T 035 M1.0X0.25 - 0.70 | 0.75 22 50 4 0.75 3
D0.9X2.6XD4X50-3T M1.2X0.25 - 090 | 0.75 2.6 50 4 0.95 3
D1.05X3.0XD4X50-3T 0.3 M1.4X0.3 - 1.05 | 0.90 3.0 50 4 1.10 3
D1.15X3.4XD4X50-3T 0.35 | M1.6X0.35 - 115 | 1.05 34 50 4 1.25 3
D1.45X4.5XD4X50-3T 04 M2X0.4 - 145 | 1.20 45 50 4 1.60 4
D1.9X5.5XD4X50-3T 045 | M25X045 - 190 | 1.35 55 50 4 2.05 4
D2.35X6.5XD4X50-3T 0.5 M3X0.5 - 235 | 150 6.5 50 4 2.50 4
D3.15X8.5XD4X50-3T 0.7 M4X0.7 - 3.15 | 210 85 50 4 3.30 4
D4.0X10.5XD6X50-3T 0.8 M5X0.8 - 400 | 240 | 105 50 6 420 4
D4.8X12.5XD6X50-3T 1 M6X1.0 - 480 | 3.00 | 125 50 6 5.00 4
D6.5X16.5XD8X60-3T 1.25 M8X1.25 - 6.50 | 3.75 | 165 60 8 6.75 6
D8.2X21XD10X75-3T 15 M10X1.5 - 820 | 450 | 21.0 75 10 8.50 6
D9.9X25XD10X75-3T 1.75 | M12X1.75 - 990 | 525 | 250 75 10 10.20 6

Ordering Example:D2.35x6.5xD4x50-3T
M3x0.5-1SO-2D
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T 3 Pitch Typed Solid Carbide Thread End Mills
(1ISO Metric Profile)

D2

— .

Apmax<3xDo (Do=Nominal Diameter)

Order No. T;"*“' Size 'i':‘e"S':: ““T) Drill Hole 40
D0.7X3.0XD4X50-3T 0.25 M1.0X0.25 - 0.70 0.75 3.0 50 4 0.75 3
D0.9X3.6XD4X50-3T M1.2X0.25 - 0.90 0.75 3.6 50 4 0.95 3
D1.05X4.2XD4X50-3T 0.3 M1.4X0.3 - 1.05 | 090 4.2 50 4 1.10 3
D1.15X4.8XD4X50-3T 0.35 M1.6X0.35 - 1.15 1.05 4.8 50 4 1.25 3
D1.45X6XD4X50-3T 04 M2X0.4 - 145 1.20 6.0 50 4 1.60 4
D1.9X7.5XD4X50-3T 045 M2.5X0.45 - 1.90 1.35 75 50 4 2.05 4
D2.35X9XD4X50-3T 0.5 M3X0.5 - 2.35 1.50 9.0 50 4 2.50 4
D3.15X12XD4X50-3T 0.7 M4X0.7 - 315 | 210 12.0 50 4 3.30 4
D4.0X15XD6X50-3T 0.8 M5X0.8 - 400 | 240 15.0 50 6 4.20 4
D4.8X18XD6X50-3T 1 M6X1.0 - 480 | 3.00 18.0 50 6 5.00 4
D6.5X24XD8X60-3T 1.25 M8X1.25 - 6.50 375 | 240 60 8 6.75 6
D8.2X30XD10X75-3T 15 M10X1.5 - 820 | 450 30.0 75 10 8.50 6
D9.9X36XD10X75-3T 1.75 M12X1.75 - 9.90 525 | 36.0 75 10 10.20 6

Ordering Example:D2.35x9xD4x50-3T
M3x0.5-1SO-3D
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T Single Pitch Typed Solid Carbide Thread End Mills
(ISO Metric Profile)

—

Apmax<2xDo (Do=Nominal Diameter)

Order No. Thread Size Dimension (mm) Drill Hole Flutes
L1 L p2 Diameter
D0.7X2.2XD4X50-1T 025 M1.0X0.25 - 0.70 22 50 4 0.75 3
D0.9X2.6XD4X50-1T M1.2X0.25 - 0.90 26 50 4 0.95 3
D1.05X3.0XD4X50-1T 0.3 M1.4X0.3 - 1.05 3.0 50 4 1.10 &)
D1.15X3.4XD4X50-1T 0.35 M1.6X0.35 - 1.15 34 50 4 1.25 3
D1.45X4.5XD4X50-1T 04 M2X0.4 - 1.45 45 50 4 1.60 4
D1.9X5.5XD4X50-1T 0.45 M2.5X0.45 - 1.90 55 50 4 2.05 4
D2.35X6.5XD4X50-1T 0.5 M3X0.5 - 235 6.5 50 4 2.50 4
D3.15X8.5XD4X50-1T 0.7 M4X0.7 - 3.15 85 50 4 3.30 4
D4.0X10.5XD6X50-1T 0.8 M5X0.8 - 4.00 10.5 50 6 420 4
D4.8X12.5XD6X50-1T 1 M6X1.0 - 4.80 125 50 6 5.00 4
D6.5X16.5XD8X60-1T 1.25 M8X 1.25 - 6.50 16.5 60 8 6.75 6
D8.2X21XD10X75-1T 1.5 M10X1.5 - 8.20 21.0 75 10 8.50 6
D9.9X25XD10X75-1T 1.75 M12X1.75 - 9.90 25.0 75 10 10.20 6
Ordering Example:D2.35x6.5xD4x50-1T
M3x0.5-1SO-2D

B183



TGTIME Threading Tools

v
o

=
o
w

-
=
=
®
L
=
=]
«Q
-
o
S
("]

T Single Pitch Typed Solid Carbide Thread End Mills
(ISO Metric Profile)

A

D2

p—

Apmax<3xDo (Do=Nominal Diameter)

Thread Size Dimension (mm)
Order No. DrillHole  pjytes
L1 L D2 Diameter
D0.7X3.0XD4X50-1T 0.25 M1.0X0.25 - 0.70 3.0 50 4 0.75 3
D0.85X3.6XD4X50-1T M1.2X0.25 - 0.85 3.6 50 4 0.95 3
D1.05X4.2XD4X50-1T 0.3 M1.4X0.3 - 1.05 4.2 50 4 1.10 5]
D1.15X4.8XD4X50-1T 0.35 M1.6X0.35 - 1.15 4.8 50 4 1.25 3
D1.45X6XD4X50-1T 04 M2X0.4 - 1.45 6.0 50 4 1.60 4
D1.9X7.5XD4X50-1T 0.45 M2.5X0.45 - 1.90 7.5 50 4 2.05 4
D2.35X9XD4X50-1T 0.5 M3X0.5 - 2.35 9.0 50 4 2.50 4
D3.15X12XD4X50-1T 0.7 M4X0.7 - 3.15 12.0 50 4 3.30 4
D4.0X15XD6X50-1T 0.8 M5X0.8 - 4.00 15.0 50 6 4.20 4
D4.8X18XD6X50-1T 1 M6X1.0 - 4.80 18.0 50 6 5.00 4
D6.5X24XD8X60-1T 1.25 M8X1.25 - 6.50 24.0 60 8 6.75 6
D8.2X30XD10X75-1T 1.5 M10X1.5 - 8.20 30.0 75 10 8.50 6
D9.9X36XD10X75-1T 1.75 M12X1.75 - 9.90 36.0 75 10 10.20 6
Ordering Example:D2.35x9xD4x50-1T
M3x0.5-1SO-3D
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T

Apmax<2xDo (Do=Nominal Diameter)

Order No.

Solid Carbide Thread End Mills
(UN Profile)

Le

D2

Thread Size

UNF

Dimension (mm)

b}

Le

L

Drill Hole
D2 Diameter

Flutes

D3.2X8.5XD4X50-FT 36 - No.8-36 3.2 85 | 50 4 35 4
D3.8X11.1XD4X50-FT 32 - No.10-32 38 | 111 | 50 4 4.0 4
D4.2X11.8XD4X50-FT o8 - No.12-28 42 | 118 | 50 6 4.6 4
D5.2X12.7XD6X50-FT - 1/4" -28 52 | 127 | 50 6 5.5 4
D3.5X10.6XD4X50-FT No.10-24 - 35 | 106 | 50 4 3.8 4
D4.2X11.6XD6X50-FT o No.12-24 = 42 | 116 | 50 6 45 4
D6.5X15.9XD8X60-FT - 5/16" -24 65 | 159 | 60 8 6.8 6
D8.2X19.1XD10X75-FT = 3/8" -24 8.2 191 | 75 | 10 85 6
D4.8X12.7XD6X50-FT 1/4" -20 - 48 | 127 | 50 6 5.2 4
D9.5X22.9XD10X75-FT 20 7/16" -20 95 | 229 | 75 | 10 9.8 6
D10X25.4XD10X75-FT - 1/2" -20 10.0 | 254 | 75 | 10 1.5 6
D6.2X16.9XD8X60-FT 5/16" -18 = 62 | 169 | 60 8 6.5 6
D12X29.6XD12X75-FT 18 - 9/16" -18 12.0 | 296 | 75 | 12 12.8 6
D14X32.5XD14X80-FT - 5/8" -18 14.0 | 325 | 80 | 14 14.5 6
D7.7X19.1XD8X60-FT 16 3/8" -16 - 77 | 191 | 60 8 8.0 6
D9X23.6XD10X75-FT 14 | 7/16" -14 - 90 | 236 | 75 | 10 9.3 6
D10X25.4XD10X75-FT 13 1/2" 13 - 10.0 | 254 | 75 | 10 10.8 6
D12X29.6XD12X75-FT 12 | 9/16" 12 - 12.0 | 296 | 75 | 12 12.3 6
D12X32.3XD12X75-FT 11 5/8" -11 - 12.0 | 323 | 75 | 12 135 6

Ordering Example:D6.5x15.9xD8x60-FT

5/16"-24-UNF
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Solid Carbide Thread End Mills
(NPT Profile)

T

Thread Size Dimension (mm) ST
Order No. Tip ritHiole Flutes
NPT Le L Diameter
D5.3X9.4XD6X50-FT 07 1/16" -27 5.3 94 50 6 6.3 4
D7.3X9.4XD8X60-FT 1/8" -27 7.3 94 60 8 85 4
D9X14.1XD10X75-FT 18 1/4" -18 9.0 141 75 10 11.1 6
D11X14.1XD12X75-FT 3/8" -18 11.0 141 75 12 145 6
D14.3X25.4XD16X100-FT 14 1/2,, 14 14.3 254 100 16 7.7 6
3/4° 14 14.3 254 100 16 23.0 6
D13.9X33.1XD16X100-FT 11.5 1" 115 13.9 33.1 100 16 29.0 6
Ordering Example:D5.3x9.4xD6x50-FT
1/16"-27-NPT

T

(G Profile)

Solid Carbide Thread End Mills

Thread Size

Order.No Tip

G

Le

Dimension (mm)

L

Drill Hole
Diameter

D6X16XD6X50-FT 28 1/16" -28 6.0 16 50 6 6.7 3~4
D8X20XD8X60-FT 1/8" -28 8.0 20 60 8 8.7 3~4
D10X26.7XD10X75-FT 19 1/4" 19 10.0 26.7 75 10 11.8 4~6
D14X33.4XD14X80-FT 3/8" 19 14.0 334 80 14 15.2 4~6
D16X43.5XD16X100-ET 14 1/2: -14 16.0 435 100 16 19.0 4~6

3/4° 14 16.0 435 100 16 19.0 4~6

Ordering Example:D6x16xD6x50-FT
G1/16"-28
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TﬂTIME Threading Tools

T Solid Carbide Thread End Mills
(Rc Profile)

_ i

D2

Thread Size Dimension (mm) Brill Hol
Order No. Tip rifi Hole  Flutes
Rc L Diameter
D4.9X16.3XD6X50-FT 28 1/16" -28 4.9 16.3 50 6 6.7 3~4
D6.7X20XD8X60-FT 1/8" -28 6.7 20 60 8 8.7 3~4
D8.3X26.7XD10X75-FT 19 1/4" 19 8.3 26.7 75 10 11.8 4~6
D11.9X33.4XD14X80-FT 3/8" -19 119 334 80 14 15.2 4~6
1/2" 14 13.2 43. . ~
D13.2X43.5XD16X100-FT 14 / B 3 35 100 16 19.0 4~6
3/4° 14 13.2 435 100 16 19.0 4~6

Ordering Example:D4.9x16.3xD6x50-FT
RC1/16-28-BSPT
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T Thread Milling Inserts

Model Awm) | Hem) | T mm)

12N | 12 6 238 A T
14 14 75 3.1 Grade TG4215

21** 21 12 47 Material Steel D)

30** 30 16 55 |Recommended| Stainless | M | @ T @ )
40** 40 20 6.3 Cast Iron () B

Internal Insert External Insert

Grade . . Grade Pitch Insert Toolholdre
Designation

TG4215 TG4215

Designation

12N0.51SO ) 0.50
12N0.751SO ) 0.75
ﬁ 12N1.0ISO ) 1.00 SR0010H12
12N1.251SO ) 1.25
12N1.5ISO ) 1.50
14N0.5ISO ) 14E0.51SO ) 0.50
14N0.751SO ) 14E0.751SO ) 0.75 SRO012F14
14N1.0ISO ) 14E1.01SO ) 1.00 SR0014H14
ﬁ 14N1.251SO ) 14E1.251SO D) 1.25 SR0017H14
14N1.51SO ) 14E1.51SO ) 1.50 SR0020G14-2
14N2.0I1SO ) 14E2.01SO [ 2.00 SR0020J14-2
14N2.5ISO ) 14E2.51SO ) 250
21N1.01SO ) 21E1.01SO ) 1.00
21N1.51SO ) 21E1.51SO @) 1.50 :Egg;iﬂg
21N1.751SO ) 21E1.75ISO ° 1.75
ﬁ 21N2.01SO ) 21E2.01SO ° 2.00 SRO025K21
SR0030J21-2
21N2.51SO ) 21E2.51SO ) 2.50 SR0030L21.2
21N3.01SO ) 21E3.01SO ° 3.00 SRO063C21.5
21N3.51SO ) 3.50
30N1.51SO [ ] 30E1.51SO [ 1.50 SR0029J30
30N2.01SO ) 30E2.01SO ) 2.00 SR0031M30
30N2.51SO ) 30E2.5ISO ) 250 SR0038M30
ﬁ 30N3.01SO ) 30E3.01ISO ) 3.00 SR0040L30-2
30N3.51SO ) 30E3.51SO @) 3.50 SR0040P30-2
30N4.01SO ) 30E4.01SO @) 4.00 SR0063C30-4
30N4.51SO () 450 SR0080D30-4
30N5.01SO ° 5.00 SR0100D30-4
40N1.5ISO ) 40E1.51SO @) 1.50
40N2.0ISO ) 40E2.01SO @) 2.00
anzoso | e sop | SRovEo
AMAAAAAALL 40N3.51SO @ 3.50
D 40N4.0ISO ) 4.00 SRO048R40
SR0050M40-2
40N4.51SO ) 4.50 SRO080D40.4
40N5.0ISO ) 5.00 SRO100E40-4
40N5.51SO ) 5.50
40N6.0ISO ) 6.00
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T Thread Milling Inserts

Model A (mm) H (mm) T (mm)

12N | 12 6 238 A T
14+ 14 75 3.1 Grade | TG4215

21* 21 12 47 Material | Steel °

30* 30 16 55 |Recommended Stainless | M | @ L @ -
40* 40 20 6.3 Cast Iron ° -

Internal Insert External Insert

I Grade Designation Grade Tip Insert Toolholdre
esignation 14215 TG4215

14N32UN @) 32.0
14N28UN @) 28.0
14N27UN @) 27.0
14N24UN ) 14E24UN @) 24.0 SRO012F14
14N20UN ) 14E20UN @) 20.0 SR0014H14
14N18UN ) 14E18UN o) 18.0 SR0017H14
14N16UN ) 14E16UN @) 16.0 SR0020G14-2
14N14UN [ ) 14E14UN O 14.0 SR0020J14-2
14N12UN ) 14E12UN @) 12.0
14N11UN @) 11.0
14N10UN @) 10.0
21N24UN () 21E24UN o) 24.0
21N20UN ) 21E20UN @) 20.0
21N18UN ) 21E18UN @) 18.0 gigg;?:g
21N16UN 21E16UN @) 16.0
ﬁ 21N14UN : 21E14UN @) 14.0 SR0025K21
SR0030J21-2
21N12UN ) 21E12UN o) 12.0 SEREL
21N10UN ) 21E10UN @) 10.0 SRO063C21-5
21N8UN ) 8.0
21N7UN ) 7.0
30N20UN @) 30E20UN @) 20.0
30N18UN o 30E18UN o 18.0 SR0029J30
30N16UN @) 30E16UN @) 16.0 :iggg;mgg
R B
D ' SR0040P30-2
30N10UN @) 30E10UN @) 10.0 SRO063C30.4
30N8UN ) 30ESUN @) 8.0 SRO080D30-4
30N6UN @) 30E6UN @) 6.0 SRO100D30-4
30N5UN @) 30E5UN @) 5.0
40N16UN @) 40E16UN @) 16.0
40N14UN O 40E14UN O 14.0 SR0048M40
40N12UN @) 40E12UN @) 12.0 SR0038Q40
ﬁ 40N10UN O 40E10UN O 10.0 SR0048R40
40NSUN ) 40E8UN @) 8.0 SR0050M40-2
40N6UN O 40E6UN O 6.0 SR0080D40-4
40N4.5UN ) 45 SR0100E40-4
40N4UN @) 4.0
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T Thread Milling Inserts

Model Amm) | Hmm) | T (mm

12N | 12 6 238 A T
14 14 75 3.1 Grade | TG4215

21 21 12 47 Material | Steel °

30% | 30 16 55 | Recommended| Stainless | M | @ T & -
40% 40 20 6.3 Castiron [l @ .

Internal Insert External Insert

Designation Grade Bedbrean Grade i Insert Toolholdre
TG4215 TG4215
14-24W ° 14-24W ° 24
14-20W ° 14-20W ° 20
— 14-19W ° 14-19W ° 19 SR00™14
® SR0020*14-2
i 14-16W ° 14-16W ° 16
14-14W ° 14-14W ° 14
14-11W ° 14-11W ° 11
21-20W o 21-20W @) 20
1 21-19W ° 21-19W ° 19 SR00**21
21-16W ° 21-16W () 16 SR0030%21-2
- 21-14W () 21-14W ) 14 SR0063C21-5
21-11W ° 21-11W ° 11
1 30-16W o 30-16W o 16 SR00*30
30-14W o 30-14W o 14 SR0040*30-2
) 30-11W ° 30-11W () 1 SRO™730-4
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T Threading Holders (Single Insert)

—a Fig.1

g
T

- - ——98 Fig.2

DO
L

Dimensions (mm)

Toolholder Type Insert Type DO D DA Insert Screw TorX Key
SR0010H12  |Fig.1|  12N.. 95 20 16 | 76 85 12 | L60M2.5X6 T-8
SR0012F14  |Fig1 120 | 23 20 | 89 80 14 | L60M3X6.5 T-8
SR0014H14  |Fig.1| 14N/E.. | 145 | 26 20 | 11.2 85 14 | L60M3X8 T-10
SR0017H14  |Fig.1 170 | 35 20 | 134 85 14 | L60M3X8 T-10
SR0018H21  |Fig.1 180 | 35 20 | 138 85 21 L60M3.5X8 T-15
SR0021H21  |Fig.1| 21N/E. | 21.0 | 44 20 | 155 94 21 L60M3.5X10 T-15
SR0025K21  |Fig.2 25.0 - 20 - 125 | 21 L60M3.5X10 T-15
SR0029J30 Fig.1 290 | 52 25 | 220 | 110 30 L60M4X0.5X11.5D T-15
SR0031M30 [Fig.2| 30N/E. | 31.0 - 25 - 150 30 | L60M4X0.5X11.5D T-15
SR0038M30  |Fig.2 38.0 - 32 - 150 30 L60M4X0.5X11.5D T-15
SR0048M40  |Fig.1 48.0 | 83 40 | 350 | 153 | 40 | L60M5X0.8X14D T-20
SR0038Q40  |Fig.2| 40N/E.. | 38.0 - 32 - 180 | 40 | L60M5X0.8X14D T-20
SR0048R40  [Fig.2 48.0 - 40 - 210 | 40 | L60M5X0.8X14D T-20
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T Threading Holders (Double Inserts)

Dimensions (mm)

Toolholder Type Insert Type D D1 Insert Screw TorX Key
SR0020G14-2 1AN/E.. 20 37 20 16 93 14 L60M3X7 T-10
SR0020J14-2 20 57 20 16 113 14 L60M3X7 T-10
SR0030J21-2 21NJ/E.. 30 52 25 24 113 21 L60M3.5X10 T-15
SR0030L21-2 30 80 25 24 140 21 L60M3.5X10 T-15
SR0040L30-2 30N/E. 40 70 32 30 135 30 L60M4X0.5X11.5D T-15
SR0040P30-2 40 103 32 30 170 30 L60M4X0.5X11.5D T-15
SR0050M40-2 40N/E.. 50 80 40 38 153 40 L60M5X0.8X14D T-20

T Threading Milling Cutter

Dimensions (mm)

Toolholder Type Insert Type b D1 L A 7 Insert Screw TorX Key
SR0063C21-5 21N/E.. 63 22 48 50 21 5 L60M3.5X10 T-15
SR0063C30-4 63 22 48 50 30 4 L60M4X0.5X10D T-15
SR0080D30-4 30N/E.. 80 27 60 55 30 4 L60M4X0.5X10D T-15
SR0100D30-4 100 32 60 60 30 4 L60M4X0.5X10D T-15
SR0080D40-4 AONJE.. 80 27 78 65 40 4 L60M5X0.8X14D T-20
SR0100E40-4 100 32 78 70 40 4 L60M5X0.8X14D T-20
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