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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
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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
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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
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Recommended Cutting Conditions B103
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For Carbon Steel,Cast Iron,Alloy Steel,Stainless Steel E G
P . MG Zz
Micro Square End Mil ERHERm

2FLUTES SQUARE

..LC —
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€ 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
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O2nd Recommendation
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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
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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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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 .
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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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TnTIME CBN End Mil(HRC<70)

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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TnTIME CBN End Mil(HRC<70)

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
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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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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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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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