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  剣佩Ɤ㘗❡ㅷ涸㘗〾叻爙岀(Rib End Mill Notation)

  偼剣佩Ɤ❡ㅷ涸㘗〾叻爙岀(Flat End Mill Notation)

㘗〾叻爙岀(Product notation)

厑䖇(Shank diameter) : ��⟃♳傞涸叻爙岀(More than 10 Notation)Ɤ(Overall length) : ���⟃♳傞涸叻爙岀(More than 100 Notation)

A B C D E F G H I J K L M N O P Q R S T U

10 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30

厑䖇(Shank diameter) : ��⟃♳傞涸叻爙岀(More than 10 Notation)Ɤ(Overall length) : ���⟃♳傞涸叻爙岀(More than 100 Notation)

A B C D E F G H I J K L M N O P Q R S T U

10 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30

2 H R B  0 2 0  1 0 0  4 4 5

2 H P B  0 2 0  1 0 0  4 4 5
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5

6

6

1 侧 (Flutes)
1 : 1Flutes           2 : 2Flutes           3 : 3Flutes

4 : 4Flutes           5 : 5Flutes           6 : 6Flutes

2 禸⴨ (Series)
R : R-PRO       H : H-PRO       A : A-PRO       X : X-PRO

K : A-PLUS       M : ABS       D : D-PRO       S : S-PRO

3 剣佩Ɤ (Effective length type) R : Rib End Mill

4 䕎朐 (Type) B : Ball End Mill   R : Radius   E : Flat

5 㢩䖇 (Outside diameter) 002 : 0.2mm   020 : 2mm   120 : 12mm

6 剣佩ꟋꟋ䏝 (Effective length) 100 : 10mm   R15 : R1.5mm Corner Radius

7 厑䖇 (Shank diameter) 4 : 4mm    A: 10mm   G : 16mm

8 Ɤ (Overall length) 45 : 45mm   60 : 60mm   A0 : 100mm    B0 : 110mm   F0 : 150mm

1 侧 (Flutes)
1 : 1Flutes           2 : 2Flutes           3 : 3Flutes

4 : 4Flutes           5 : 5Flutes           6 : 6Flutes

2 禸⴨ (Series)

RP : R-PRO       HP : H-PRO       AP : A-PRO       XP : X-PRO   

XO : X-PRO Roughing       KP : A-PLUS       AL : AL-PRO

M : ABS       D : D-PRO       S : S-PRO

3 䕎朐 (Type) B : Ball End Mill   R : Radius   E : Flat

4 㢩䖇 (Outside diameter) 002 : 0.2mm   020 : 2mm   120 : 12mm

5 剣佩ꟋꟋ䏝 (Effective length) 100 : 10mm   R15 : R1.5mm Corner Radius

6 厑䖇 (Shank diameter) 4 : 4mm    A: 10mm   G : 16mm

7 Ɤ (Overall length) 45 : 45mm   60 : 60mm   A0 : 100mm    B0 : 110mm   F0 : 150mm



呎䰘)3$炽䏝鷥䭊⢪欽ꜫⴉ(Range of use according to HRC hardness)

R-PRO 넝炽䏝 Super Hardness HRC 52 ~ 72

H-PRO 넝 High Speed HRC 45 ~ 55

A-PRO
♧菙ꛩē欽

Low Carbon Steel
General-Purpose

HRC ~ 45

X-PRO
♧菙ꛩē欽

Low Carbon Steel
General-Purpose

HRC ~ 50

S-PRO SUS

AL-PRO ꜥ Aluminium

D-PRO 瀖 Graphite

禸⴨(Series) ⸇䊨勞俱(Workpiece) 炽䏝(HRC)

10 20 30 40 50 60 70 (HRC)

(SERIES)

R-PRO

H-PRO

A-PRO

X-PRO HRC 0~50

HRC ~45

HRC 45~55 

HRC 52~72



INDEX OF END MILLS SERIES

R-PRO
HRC 

52 ~ 70

椔ⴉ
Ball

2 2RRB Y 012

2 2RSB N 016

2 2RPB N 017

3 3RSB N 019

㕐ⴉ
Corner Radius

4 4RRR Y 020

4 4RCR N 025

6 6RCR N 027

ⴉ
Flat

2 2RRE Y 028

4 4RRE Y 030

4 4RPE N 032

4 4RLE N 033

ꝭ䏝ⴉ
Taper

2 2RTB N 034

3 3RTB N 035

2 2RTR N 036

4 4RTR N 038

H-PRO
HRC 

45 ~ 55

椔ⴉ
Ball

2 2HRB Y 042

2 2HSB N 047

2 2HPB N 049

3 3HPB N 053

4 4HPB N 054

㕐ⴉ
Corner Radius

2 2HRR Y 055

2 2HCR N 068

4 4HRR Y 074

4 4HCR N 089

4 4HIT Y 094

ⴉ
Flat

2 2HRE Y 096

2 2HPE N 102

2 2HLE N 106

4 4HRE Y 109

4 4HPE N 112

4 4HLE N 114

4 4HHE N 117

6 6HPE N 118

ⰻ㕐錬ⴉ
Inner Corner 

Radius

2 2IRC N 119

4 4IRC N 121

禸⴨ ⸇䊨勞俱 碪 侧 䕎朐 㘗〾 剣佩Ɤ 곜侧
Series Workpiece Type Flutes Appearance Model NO.

Effective 
Length

Page



www.hsmnt.com

� � � ¡ � 012

� � � ¡ � 016

� � � ¡ � 017

� � � ¡ � 019

� � � ¡ � 020

� � � ¡ � 025

� � � ¡ � 027

� � � ¡ � 028

� � � ¡ � 030

� � � ¡ � 032

� � � ¡ � 033

� � � ¡ � 034

� � � ¡ � 035

� � � ¡ � 036

� � � ¡ � 038

� � ¡ ¡ � � � 042

� � ¡ ¡ � � � 047

� � ¡ ¡ � � � 049

� � ¡ ¡ � � � 053

� � ¡ ¡ � � � 054

� ¡ ¡ ¡ � � � 055

� ¡ ¡ ¡ � � � 068

� ¡ ¡ ¡ � � � 074

� ¡ ¡ ¡ � � � 089

� ¡ ¡ ¡ � � � 094

� � ¡ ¡ � � � 096

� � ¡ ¡ � � � 102

� � ¡ ¡ � � � 106

� ¡ ¡ ¡ � � � 109

� ¡ ¡ ¡ � � � 112

� � ¡ ¡ � � � 114

� ¡ ¡ ¡ � � � 117

� ¡ ¡ ¡ � � � 118

¡ ¡ ¡ ¡ ¡ � ¡ 119

¡ ¡ ¡ ¡ ¡ � ¡ 121

焪稆ꛩ さꆃꛩ 곫炽ꛩ 帲抟ꛩ SUS 罣掚さꆃꛩ ꜥ Ꜥ 瀖 㝔脷 곜侧
Carbon 

Steel
Aalloy 
Steel

Preharden 
Steel

~HRC50 ~HRC70
Stainless 

Steels
Heat resisting 

alloy steel
Aluminium Copper Graphite Plastic Page

��鷒䔲�	4VJUBCMF
������¡�剑⢕ (Most suitable)



INDEX OF END MILLS SERIES

A-PRO
HRC 

~ 45

椔ⴉ
Ball

2 2ARB Y 124

2 2ASB Y 126

2 2APB N 127

㕐ⴉ
Corner Radius

2 2ARR Y 129

2 2ACR N 131

2 2ALR Y 132

4 4ARR Y 133

4 4ACR N 134

4 4ALR Y 135

ⴉ
Flat

2 2ARE Y 136

2 2APE N 138

2 2AEL N 140

4 4APE N 141

4 4AEL N 142

4 4APL Y 143

X-PRO
HRC 

~ 50

岚ꜫⴉ
Roughing

3 3XOE N 146

4 4XOE N 147

ⴉ
Flat

2 2XPE N 148

4 4XPE N 149

4 4XREV Y 150

4 4XPEV N 151

S-PRO

SUSꛢꜴꞕ꜈さꆃ
SUS Titanium 

Inconel

椔ⴉ
Ball

4 4SUB N 154

㕐ⴉ
Corner Radius

4 4SUR N 155

4 4SURA N 157

ⴉ
Flat

4 4SUE N 159

4 4SUEA N 161

禸⴨ ⸇䊨勞俱 碪 侧 䕎朐 㘗〾 剣佩Ɤ 곜侧
Series Workpiece Type Flutes Appearance Model NO.

Effective 
Length

Page
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��鷒䔲�	4VJUBCMF
������¡�剑⢕ (Most suitable)

¡ ¡ ¡ ¡ � ¡ 124

¡ ¡ ¡ ¡ � ¡ 126

¡ ¡ ¡ ¡ � ¡ 127

¡ ¡ ¡ ¡ � ¡ 129

¡ ¡ ¡ ¡ � ¡ 131

¡ ¡ ¡ ¡ � ¡ 132

¡ ¡ ¡ ¡ � ¡ 133

¡ ¡ ¡ ¡ � ¡ 134

¡ ¡ ¡ ¡ � ¡ 135

¡ ¡ ¡ ¡ � ¡ 136

¡ ¡ ¡ ¡ � ¡ 138

¡ ¡ ¡ ¡ � ¡ 140

¡ ¡ ¡ ¡ � ¡ 141

¡ ¡ ¡ ¡ � ¡ 142

¡ ¡ ¡ ¡ � ¡ 143

¡ ¡ � � 146

¡ ¡ � � 147

¡ ¡ � � � 148

¡ ¡ � � � 149

¡ ¡ � � � 150

¡ ¡ � � � 151

¡ ¡ ¡ ¡ � 154

¡ ¡ ¡ ¡ � 155

¡ ¡ ¡ ¡ � 157

¡ ¡ ¡ ¡ � 159

¡ ¡ ¡ ¡ � 161

焪稆ꛩ さꆃꛩ 곫炽ꛩ 帲抟ꛩ SUS 罣掚さꆃꛩ ꜥ Ꜥ 瀖 㝔脷 곜侧
Carbon 

Steel
Aalloy 
Steel

Preharden 
Steel

~HRC50 ~HRC70
Stainless 

Steels
Heat resisting 

alloy steel
Aluminium Copper Graphite Plastic Page



INDEX OF END MILLS SERIES

D-PRO

瀖�Ꜥ, Ꜥさꆃ
Graphite 

Copper

椔ⴉ
Ball

2 2DRB Y 166

2 2DPB N 170

㕐ⴉ
Corner Radius

2 2DRR Y 171

4 4DRR Y 177

ⴉ
Flat

2 2DRE Y 180

2 2DPE N 181

4 4DPE N 183

A-PLUS

Ꜥ, Ꜥさꆃ㝔脷瘝ꬌꆃ㾩⸇䊨
Copper 

Graphite 

Plastic

椔ⴉ
Ball

2 2KRB Y 186

2 2KSB Y 188

2 2KLB Y 189

㕐ⴉ
Corner Radius

2 2KRR Y 190

ⴉ
Flat

2 2KRE Y 192

2 2KPE N 194

AL-PRO

ꜥ, ��吆腒, ꬌꜥさꆃ
Aluminium 

Plastic 

Non-Ferrous 

Alloy

ⴉ
Flat

1 1ALE N 198

2 2ALE N 200

3 3ALE N 202

ABS

"#4吆腒, ❇⯘⸂,�䊨玏㝔脷1$�1&翷歌ꄏ
PC, PE ABS 

Plastic Acrylic 

Acetal Plastic 

Engineering

椔ⴉ
Ball

2 2MRB Y 208

2 2MMB N 210

ⴉ
Flat

2 2MRE Y 212

2 2MME N 214

MICRO 

GRAIN

ꬌꆃ㾩�♧菙ꛩ
Nonmetal 

Low Carbon 

Steel

椔ⴉ
Ball

2 2MGB N 218

ⴉ
Flat

2 2MGE N 219

4 4MGE N 221

㹀⡘꜂
Spot Drill

2 2XPDN N 223

MULTI 

PURPOSE

♧菙ꛩ�帲抟ꛩ
Low Carbon 

Steel Heat 

Treated Steel

㹀䗰ⴉ
Centering

2 2CEN N 226

禸⴨ ⸇䊨勞俱 碪 侧 䕎朐 㘗〾 剣佩Ɤ 곜侧
Series Workpiece Type Flutes Appearance Model NO.

Effective 
Length

Page



焪稆ꛩ さꆃꛩ 곫炽ꛩ 帲抟ꛩ SUS 罣掚さꆃꛩ ꜥ Ꜥ 瀖 㝔脷 곜侧
Carbon 

Steel
Aalloy 
Steel

Preharden 
Steel

~HRC50 ~HRC70
Stainless 

Steels
Heat resisting 

alloy steel
Aluminium Copper Graphite Plastic Page
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��鷒䔲�	4VJUBCMF
������¡�剑⢕ (Most suitable)

� ¡ 166

¡ ¡ 170

¡ ¡ 171

¡ ¡ 177

¡ ¡ 180

¡ ¡ 181

¡ ¡ 183

� ¡ ¡ ¡ 186

� ¡ ¡ ¡ 188

� ¡ ¡ ¡ 189

� ¡ ¡ ¡ 190

� ¡ ¡ ¡ 192

� ¡ ¡ ¡ 194

¡ � 198

¡ � � 200

¡ � � 202

� � ¡ 208

� � ¡ 210

� � ¡ 212

� � ¡ 214

¡ � � 218

¡ � � 219

¡ � � 221

¡ � � �

¡ � ¡ � ¡ 226
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⚁꡶⸇䊨넝炽䏝勞俱
剑㣐ꣲ䏝꣇姺罣䚍♷䫐⸓
꣇姺鿇䄶♷㟝䔁ⴖ䚍涸䕎韋霃雦
Hardened steels, alloy steel

Maximized the wear resistance & minimized chattering

Geometry design to protect the breakage of cutting edge and 

improve the cutting performance.

椔ⴉ Ball
㽯㼄

D Size
䖇䊴(mm)

D Tolerance
椔䖇(mm)

R Size
3䊴(mm)
R Tolerance

0.1 ~ 5 0 ~ -0.010 R0.05 ~ R2.5 ±0.005

6 ~ 12 0 ~ -0.015 R3 ~ R6 ±0.010

㕐ⴉ Corner Radius
㽯㼄

D Size
䖇䊴(mm)

D Tolerance
3錬䖇(mm)

R Size
3䊴(mm)
R Tolerance

1 ~ 5 0 ~ -0.010 R0.02 ~ R0.5 ±0.005

6 ~ 12 0 ~ -0.015 R1 ~ R1.5 ±0.010

R2 ~ R3 ±0.015

ⴉ Flat
㽯㼄

D Size
䖇䊴(mm)

D Tolerance

0.1 ~ 0.9 0 ~ -0.010

1 ~ 5 0 ~ -0.010

6 ~ 12 0 ~ -0.015
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No.2302RRB
2 Flutes Rib Ball End Mills

�帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RRB 001 002 445 R0.05 0.1 0.2 4 45

2RRB 001 003 445 R0.05 0.1 0.3 4 45

2RRB 001 005 445 R0.05 0.1 0.5 4 45

2RRB 002 006 445 R0.1 0.2 0.6 4 45

2RRB 002 010 445 R0.1 0.2 1 4 45

2RRB 002 015 445 R0.1 0.2 1.5 4 45

2RRB 002 020 445 R0.1 0.2 2 4 45

2RRB 003 010 445 R0.15 0.3 1 4 45

2RRB 003 015 445 R0.15 0.3 1.5 4 45

2RRB 003 020 445 R0.15 0.3 2 4 45

2RRB 003 025 445 R0.15 0.3 2.5 4 45

2RRB 003 030 445 R0.15 0.3 3 4 45

2RRB 004 010 445 R0.2 0.4 1 4 45

2RRB 004 015 445 R0.2 0.4 1.5 4 45

2RRB 004 020 445 R0.2 0.4 2 4 45

2RRB 004 025 445 R0.2 0.4 2.5 4 45

2RRB 004 030 445 R0.2 0.4 3 4 45

2RRB 004 040 445 R0.2 0.4 4 4 45

2RRB 004 050 445 R0.2 0.4 5 4 45

2RRB 005 010 445 R0.25 0.5 1 4 45

2RRB 005 015 445 R0.25 0.5 1.5 4 45

2RRB 005 020 445 R0.25 0.5 2 4 45

2RRB 005 025 445 R0.25 0.5 2.5 4 45

2RRB 005 030 445 R0.25 0.5 3 4 45

2RRB 005 040 445 R0.25 0.5 4 4 45

2RRB 005 050 445 R0.25 0.5 5 4 45

30°2 R
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No.230

2 Flutes Rib Ball End Mills

�帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RRB 005 060 445 R0.25 0.5 6 4 45

2RRB 005 080 445 R0.25 0.5 8 4 45

2RRB 006 020 445 R0.3 0.6 2 4 45

2RRB 006 030 445 R0.3 0.6 3 4 45

2RRB 006 040 445 R0.3 0.6 4 4 45

2RRB 006 050 445 R0.3 0.6 5 4 45

2RRB 006 060 445 R0.3 0.6 6 4 45

2RRB 006 080 445 R0.3 0.6 8 4 45

2RRB 006 100 445 R0.3 0.6 10 4 45

2RRB 008 020 445 R0.4 0.8 2 4 45

2RRB 008 030 445 R0.4 0.8 3 4 45

2RRB 008 040 445 R0.4 0.8 4 4 45

2RRB 008 050 445 R0.4 0.8 5 4 45

2RRB 008 060 445 R0.4 0.8 6 4 45

2RRB 008 080 445 R0.4 0.8 8 4 45

2RRB 008 100 445 R0.4 0.8 10 4 45

2RRB 008 120 445 R0.4 0.8 12 4 45

2RRB 010 030 445 R0.5 1 3 4 45

2RRB 010 040 445 R0.5 1 4 4 45

2RRB 010 050 445 R0.5 1 5 4 45

2RRB 010 060 445 R0.5 1 6 4 45

2RRB 010 070 445 R0.5 1 7 4 45

2RRB 010 080 445 R0.5 1 8 4 45

2RRB 010 090 445 R0.5 1 9 4 45

2RRB 010 100 445 R0.5 1 10 4 45

2RRB 010 120 445 R0.5 1 12 4 45

2RRB 010 140 450 R0.5 1 14 4 50

2RRB 010 160 450 R0.5 1 16 4 50

2RRB 010 180 450 R0.5 1 18 4 50

2RRB 010 200 450 R0.5 1 20 4 50

2RRB 012 040 445 R0.6 1.2 4 4 45

2RRB 012 060 445 R0.6 1.2 6 4 45

2RRB 012 080 445 R0.6 1.2 8 4 45

2RRB 012 100 445 R0.6 1.2 10 4 45

2RRB 012 120 445 R0.6 1.2 12 4 45

30°2 R
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No.230

2 Flutes Rib Ball End Mills

�帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RRB 015 040 445 R0.75 1.5 4 4 45

2RRB 015 060 445 R0.75 1.5 6 4 45

2RRB 015 080 445 R0.75 1.5 8 4 45

2RRB 015 100 445 R0.75 1.5 10 4 45

2RRB 015 120 445 R0.75 1.5 12 4 45

2RRB 015 140 450 R0.75 1.5 14 4 50

2RRB 015 160 450 R0.75 1.5 16 4 50

2RRB 015 180 450 R0.75 1.5 18 4 50

2RRB 015 200 450 R0.75 1.5 20 4 50

2RRB 020 060 445 R1.0 2 6 4 45

2RRB 020 080 445 R1.0 2 8 4 45

2RRB 020 100 445 R1.0 2 10 4 45

2RRB 020 120 445 R1.0 2 12 4 45

2RRB 020 140 450 R1.0 2 14 4 50

2RRB 020 160 450 R1.0 2 16 4 50

2RRB 020 180 450 R1.0 2 18 4 50

2RRB 020 200 450 R1.0 2 20 4 50

2RRB 020 250 460 R1.0 2 25 4 60

2RRB 020 300 470 R1.0 2 30 4 70

2RRB 025 080 445 R1.25 2.5 8 4 45

2RRB 025 100 445 R1.25 2.5 10 4 45

2RRB 025 120 445 R1.25 2.5 12 4 45

2RRB 025 160 450 R1.25 2.5 16 4 50

2RRB 025 200 450 R1.25 2.5 20 4 50

2RRB 030 080 650 R1.5 3 8 6 50

2RRB 030 100 650 R1.5 3 10 6 50

2RRB 030 120 650 R1.5 3 12 6 50

2RRB 030 140 660 R1.5 3 14 6 60

2RRB 030 160 660 R1.5 3 16 6 60

2RRB 030 180 660 R1.5 3 18 6 60

2RRB 030 200 660 R1.5 3 20 6 60

2RRB 030 250 665 R1.5 3 25 6 65

2RRB 030 300 670 R1.5 3 30 6 70

2RRB 030 350 680 R1.5 3 35 6 80

2RRB 040 100 650 R2.0 4 10 6 50

2RRB 040 120 650 R2.0 4 12 6 50

30°2 R
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No.230

2 Flutes Rib Ball End Mills

�帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RRB 040 160 660 R2.0 4 16 6 60

2RRB 040 200 660 R2.0 4 20 6 60

2RRB 040 250 665 R2.0 4 25 6 65

2RRB 040 300 670 R2.0 4 30 6 70

2RRB 040 350 680 R2.0 4 35 6 80

2RRB 040 400 680 R2.0 4 40 6 80

2RRB 050 120 650 R2.5 5 12 6 50

2RRB 050 300 670 R2.5 5 30 6 70

2RRB 060 150 660 R3.0 7 15 6 60

2RRB 060 200 660 R3.0 6 20 6 60

2RRB 060 300 670 R3.0 6 30 6 70

2RRB 080 150 865 R4.0 8 15 8 65

2RRB 080 200 860 R4.0 8 20 8 60

2RRB 080 300 880 R4.0 8 30 8 80

2RRB 100 200 A60 R5.0 10 20 10 60

2RRB 100 250 A70 R5.0 10 25 10 70

2RRB 100 350 AA0 R5.0 10 35 10 100

2RRB 120 300 C80 R6.0 12 30 12 80

2RRB 120 400 CB0 R6.0 12 40 12 110

30°2 R
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No.2322RSB

 unit(mm)

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RSB 001 001 440 R0.05 0.1 4 40

2RSB 002 002 440 R0.1 0.2 4 40

2RSB 003 003 440 R0.15 0.3 4 40

2RSB 004 004 440 R0.2 0.4 4 40

2RSB 005 005 440 R0.25 0.5 4 40

2RSB 006 006 440 R0.3 0.6 4 40

2RSB 007 007 440 R0.35 0.7 4 40

2RSB 008 008 440 R0.4 0.8 4 40

2RSB 009 009 440 R0.45 0.9 4 40

2RSB 010 015 640 R0.5 1.5 6 40

2RSB 015 023 640 R0.75 2.3 6 40

2RSB 020 030 645 R1.0 3 6 45

2RSB 030 045 645 R1.5 4.5 6 45

2RSB 040 060 645 R2.0 6 6 45

2RSB 050 075 650 R2.5 7.5 6 50

2RSB 060 080 660 R3.0 8 6 60

2RSB 080 110 860 R4.0 11 8 60

2RSB 100 130 A60 R5.0 13 10 60

2RSB 120 150 C60 R6.0 15 12 60

2 Flutes Short Ball End Mills

�瀉椔ⴉ
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No.2312RPB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RPB 001 002 445 R0.05 0.2 4 45

2RPB 002 004 445 R0.1 0.4 4 45

2RPB 003 006 445 R0.15 0.6 4 45

2RPB 004 008 445 R0.2 0.8 4 45

2RPB 005 010 445 R0.25 1 4 45

2RPB 006 012 445 R0.3 1.2 4 45

2RPB 007 015 445 R0.35 1.5 4 45

2RPB 008 015 445 R0.4 1.5 4 45

2RPB 010 020 450 R0.5 2 4 50

2RPB 010 020 650 R0.5 2 6 50

2RPB 012 025 450 R0.6 2.5 4 50

2RPB 015 040 450 R0.75 4 4 50

2RPB 015 040 650 R0.75 4 6 50

2RPB 020 050 450 R1.0 5 4 50

2RPB 020 050 660 R1.0 5 6 60

2RPB 025 060 660 R1.25 6 6 60

2RPB 030 080 360 R1.5 8 3 60

2RPB 030 080 460 R1.5 8 4 60

2RPB 030 080 680 R1.5 8 6 80

2RPB 035 080 660 R1.75 8 6 60

2RPB 040 080 460 R2.0 8 4 60

2RPB 040 080 480 R2.0 8 4 80

2RPB 040 080 670 R2.0 8 6 70

2RPB 045 100 670 R2.25 10 6 70

2 Flutes Ball End Mills

�椔ⴉ
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No.231

2 Flutes Ball End Mills

�椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RPB 050 100 680 R2.5 10 6 80

2RPB 055 120 680 R2.75 12 6 80

2RPB 060 120 675 R3.0 12 6 75

2RPB 060 120 690 R3.0 12 6 90

2RPB 070 140 8A0 R3.5 14 8 100

2RPB 080 140 875 R4.0 14 8 75

2RPB 080 140 8A0 R4.0 14 8 100

2RPB 090 180 AA0 R4.5 18 10 100

2RPB 100 180 A75 R5.0 18 10 75

2RPB 100 180 AA0 R5.0 18 10 100

2RPB 120 220 C80 R6.0 22 12 80

2RPB 120 220 CB0 R6.0 22 12 110

  倜❡ㅷ New Production

30°2 R
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No.2333RSB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3RSB 010 015 640 R0.5 1.5 6 40

3RSB 020 030 645 R1.0 3 6 45

3RSB 030 045 645 R1.5 4.5 6 45

3RSB 040 060 645 R2.0 6 6 45

3RSB 050 075 650 R2.5 7.5 6 50

3RSB 060 080 660 R3.0 8 6 60

3RSB 080 110 860 R4.0 11 8 60

3RSB 100 130 A60 R5.0 13 10 60

3RSB 120 150 C60 R6.0 15 12 60

3 Flutes Short Ball End Mills
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4RRR

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RRR 008 R005 020 445 0.8 R0.05 1.2 2 4 45

4RRR 008 R005 040 445 0.8 R0.05 1.2 4 4 45

4RRR 008 R005 060 445 0.8 R0.05 1.2 6 4 45

4RRR 008 R01 020 445 0.8 R0.1 1.2 2 4 45

4RRR 008 R01 040 445 0.8 R0.1 1.2 4 4 45

4RRR 010 R005 040 445 1 R0.05 1.5 4 4 45

4RRR 010 R005 060 445 1 R0.05 1.5 6 4 45

4RRR 010 R005 080 445 1 R0.05 1.5 8 4 45

4RRR 010 R005 100 445 1 R0.05 1.5 10 4 45

4RRR 010 R01 040 445 1 R0.1 1.5 4 4 45

4RRR 010 R01 060 445 1 R0.1 1.5 6 4 45

4RRR 010 R01 080 445 1 R0.1 1.5 8 4 45

4RRR 010 R02 040 445 1 R0.2 1.5 4 4 45

4RRR 010 R02 060 445 1 R0.2 1.5 6 4 45

4RRR 010 R02 080 445 1 R0.2 1.5 8 4 45

4RRR 010 R02 100 445 1 R0.2 1.5 10 4 45

4RRR 010 R02 120 445 1 R0.2 1.5 12 4 45

4RRR 010 R03 040 445 1 R0.3 1.5 4 4 45

4RRR 010 R03 060 445 1 R0.3 1.5 6 4 45

4RRR 010 R03 080 445 1 R0.3 1.5 8 4 45

4RRR 015 R01 040 445 1.5 R0.1 2.3 4 4 45

4RRR 015 R01 060 445 1.5 R0.1 2.3 6 4 45

4RRR 015 R01 080 445 1.5 R0.1 2.3 8 4 45

4RRR 015 R01 100 445 1.5 R0.1 2.3 10 4 45

4RRR 015 R02 040 445 1.5 R0.2 2.3 4 4 45

4 Flutes Rib Corner Radius End Mills
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RRR 015 R02 060 445 1.5 R0.2 2.3 6 4 45

4RRR 015 R02 080 445 1.5 R0.2 2.3 8 4 45

4RRR 015 R02 100 445 1.5 R0.2 2.3 10 4 45

4RRR 015 R02 120 445 1.5 R0.2 2.3 12 4 45

4RRR 015 R02 160 450 1.5 R0.2 2.3 16 4 50

4RRR 020 R01 040 445 2 R0.1 3 4 4 45

4RRR 020 R01 060 445 2 R0.1 3 6 4 45

4RRR 020 R01 080 445 2 R0.1 3 8 4 45

4RRR 020 R01 100 445 2 R0.1 3 10 4 45

4RRR 020 R01 120 445 2 R0.1 3 12 4 45

4RRR 020 R02 040 445 2 R0.2 3 4 4 45

4RRR 020 R02 060 445 2 R0.2 3 6 4 45

4RRR 020 R02 080 445 2 R0.2 3 8 4 45

4RRR 020 R02 100 445 2 R0.2 3 10 4 45

4RRR 020 R02 120 445 2 R0.2 3 12 4 45

4RRR 020 R02 160 450 2 R0.2 3 16 4 50

4RRR 020 R03 060 445 2 R0.3 3 6 4 45

4RRR 020 R03 080 445 2 R0.3 3 8 4 45

4RRR 020 R03 100 445 2 R0.3 3 10 4 45

4RRR 020 R03 120 445 2 R0.3 3 12 4 45

4RRR 020 R05 040 445 2 R0.5 3 4 4 45

4RRR 020 R05 060 445 2 R0.5 3 6 4 45

4RRR 020 R05 080 445 2 R0.5 3 8 4 45

4RRR 020 R05 100 445 2 R0.5 3 10 4 45

4RRR 020 R05 120 445 2 R0.5 3 12 4 45

4RRR 030 R01 100 450 3 R0.1 4.5 10 4 50

4RRR 030 R01 120 650 3 R0.1 4.5 12 6 50

4RRR 030 R02 100 350 3 R0.2 4.5 10 3 50

4RRR 030 R02 100 450 3 R0.2 4.5 10 4 50

4RRR 030 R02 080 650 3 R0.2 4.5 8 6 50

4RRR 030 R02 100 650 3 R0.2 4.5 10 6 50

4RRR 030 R02 120 650 3 R0.2 4.5 12 6 50

4RRR 030 R02 160 660 3 R0.2 4.5 16 6 60

4RRR 030 R02 200 660 3 R0.2 4.5 20 6 60

4RRR 030 R03 100 350 3 R0.3 4.5 10 3 50

4RRR 030 R03 100 450 3 R0.3 4.5 10 4 50
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RRR 030 R03 080 650 3 R0.3 4.5 8 6 50

4RRR 030 R03 100 650 3 R0.3 4.5 10 6 50

4RRR 030 R03 120 650 3 R0.3 4.5 12 6 50

4RRR 030 R03 160 660 3 R0.3 4.5 16 6 60

4RRR 030 R03 200 660 3 R0.3 4.5 20 6 60

4RRR 030 R05 100 350 3 R0.5 4.5 10 3 50

4RRR 030 R05 100 450 3 R0.5 4.5 10 4 50

4RRR 030 R05 080 650 3 R0.5 4.5 8 6 50

4RRR 030 R05 100 650 3 R0.5 4.5 10 6 50

4RRR 030 R05 120 650 3 R0.5 4.5 12 6 50

4RRR 030 R05 160 660 3 R0.5 4.5 16 6 60

4RRR 030 R05 200 660 3 R0.5 4.5 20 6 60

4RRR 030 R10 100 350 3 R1.0 4.5 10 3 50

4RRR 030 R10 100 450 3 R1.0 4.5 10 4 50

4RRR 030 R10 080 650 3 R1.0 4.5 8 6 50

4RRR 030 R10 100 650 3 R1.0 4.5 10 6 50

4RRR 030 R10 120 650 3 R1.0 4.5 12 6 50

4RRR 030 R10 160 660 3 R1.0 4.5 16 6 60

4RRR 030 R10 200 660 3 R1.0 4.5 20 6 60

4RRR 040 R01 120 450 4 R0.1 6 12 4 50

4RRR 040 R02 120 450 4 R0.2 6 12 4 50

4RRR 040 R02 100 650 4 R0.2 6 10 6 50

4RRR 040 R02 120 650 4 R0.2 6 12 6 50

4RRR 040 R02 160 660 4 R0.2 6 16 6 60

4RRR 040 R02 200 660 4 R0.2 6 20 6 60

4RRR 040 R02 250 665 4 R0.2 6 25 6 65

4RRR 040 R02 300 670 4 R0.2 6 30 6 70

4RRR 040 R03 120 450 4 R0.3 6 12 4 50

4RRR 040 R03 100 650 4 R0.3 6 10 6 50

4RRR 040 R03 120 650 4 R0.3 6 12 6 50

4RRR 040 R03 160 660 4 R0.3 6 16 6 60

4RRR 040 R03 200 660 4 R0.3 6 20 6 60

4RRR 040 R05 120 450 4 R0.5 6 12 4 50

4RRR 040 R05 160 450 4 R0.5 6 16 4 50

4RRR 040 R05 160 4A0 4 R0.5 6 16 4 100

4RRR 040 R05 100 650 4 R0.5 6 10 6 50

4 Flutes Rib Corner Radius End Mills
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RRR 040 R05 120 650 4 R0.5 6 12 6 50

4RRR 040 R05 160 660 4 R0.5 6 16 6 60

4RRR 040 R05 200 660 4 R0.5 6 20 6 60

4RRR 040 R05 250 665 4 R0.5 6 25 6 65

4RRR 040 R05 300 670 4 R0.5 6 30 6 70

4RRR 040 R10 120 450 4 R1.0 6 12 4 50

4RRR 050 R05 180 660 5 R0.5 7.5 18 6 60

4RRR 060 R01 200 660 6 R0.1 9 20 6 60

4RRR 060 R02 200 660 6 R0.2 9 20 6 60

4RRR 060 R02 200 675 6 R0.2 9 20 6 75

4RRR 060 R02 200 6A0 6 R0.2 9 20 6 100

4RRR 060 R03 200 660 6 R0.3 9 20 6 60

4RRR 060 R03 200 675 6 R0.3 9 20 6 75

4RRR 060 R03 200 6A0 6 R0.3 9 20 6 100

4RRR 060 R05 200 660 6 R0.5 9 20 6 60

4RRR 060 R05 200 675 6 R0.5 9 20 6 75

4RRR 060 R05 200 6A0 6 R0.5 9 20 6 100

4RRR 060 R10 200 660 6 R1.0 9 20 6 60

4RRR 060 R10 200 675 6 R1.0 9 20 6 75

4RRR 060 R10 200 6A0 6 R1.0 9 20 6 100

4RRR 080 R01 240 865 8 R0.1 12 24 8 65

4RRR 080 R02 240 865 8 R0.2 12 24 8 65

4RRR 080 R02 240 875 8 R0.2 12 24 8 75

4RRR 080 R02 240 8A0 8 R0.2 12 24 8 100

4RRR 080 R03 240 865 8 R0.3 12 24 8 65

4RRR 080 R03 240 875 8 R0.3 12 24 8 75

4RRR 080 R03 240 8A0 8 R0.3 12 24 8 100

4RRR 080 R05 240 865 8 R0.5 12 24 8 65

4RRR 080 R05 240 875 8 R0.5 12 24 8 75

4RRR 080 R05 240 8A0 8 R0.5 12 24 8 100

4RRR 080 R10 240 865 8 R1.0 12 24 8 65

4RRR 080 R10 240 875 8 R1.0 12 24 8 75

4RRR 080 R10 240 8A0 8 R1.0 12 24 8 100

4RRR 100 R02 300 A75 10 R0.2 15 30 10 75

4RRR 100 R02 300 AA0 10 R0.2 15 30 10 100

4RRR 100 R05 300 A75 10 R0.5 15 30 10 75

4 Flutes Rib Corner Radius End Mills
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RRR 100 R05 300 AA0 10 R0.5 15 30 10 100

4RRR 100 R10 300 A75 10 R1.0 15 30 10 75

4RRR 100 R10 300 AA0 10 R1.0 15 30 10 100

4RRR 100 R10 300 AF0 10 R1.0 15 30 10 150

4RRR 120 R05 300 C80 12 R0.5 18 30 12 80

4RRR 120 R05 300 CB0 12 R0.5 18 30 12 110

4RRR 120 R05 300 CF0 12 R0.5 18 30 12 150

4RRR 120 R10 300 C80 12 R1.0 18 30 12 80

4RRR 120 R10 300 CB0 12 R1.0 18 30 12 110

4RRR 120 R10 300 CF0 12 R1.0 18 30 12 150

  倜❡ㅷ New Production

4 Flutes Rib Corner Radius End Mills
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No.2344RCR

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RCR 010 R01 025 445 1 R0.1 2.5 4 45

4RCR 010 R02 025 445 1 R0.2 2.5 4 45

4RCR 010 R03 025 445 1 R0.3 2.5 4 45

4RCR 015 R01 040 445 1.5 R0.1 4 4 45

4RCR 015 R02 040 445 1.5 R0.2 4 4 45

4RCR 015 R03 040 445 1.5 R0.3 4 4 45

4RCR 015 R05 040 445 1.5 R0.5 4 4 45

4RCR 020 R01 060 445 2 R0.1 6 4 45

4RCR 020 R02 060 445 2 R0.2 6 4 45

4RCR 020 R03 060 445 2 R0.3 6 4 45

4RCR 020 R05 060 445 2 R0.5 6 4 45

4RCR 025 R01 060 450 2.5 R0.1 6 4 50

4RCR 025 R02 060 450 2.5 R0.2 6 4 50

4RCR 025 R03 060 450 2.5 R0.3 6 4 50

4RCR 025 R05 060 450 2.5 R0.5 6 4 50

4RCR 030 R01 080 660 3 R0.1 8 6 60

4RCR 030 R02 080 660 3 R0.2 8 6 60

4RCR 030 R03 080 660 3 R0.3 8 6 60

4RCR 030 R05 080 660 3 R0.5 8 6 60

4RCR 040 R01 100 670 4 R0.1 10 6 70

4RCR 040 R02 100 670 4 R0.2 10 6 70

4RCR 040 R03 100 670 4 R0.3 10 6 70

4RCR 040 R05 100 670 4 R0.5 10 6 70

4RCR 040 R10 100 670 4 R1.0 10 6 70

4RCR 050 R01 130 675 5 R0.1 13 6 75

4 Flutes Corner Radius End Mills
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4 Flutes Corner Radius End Mills

�㕐ⴉꟋ㘗


㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RCR 050 R02 130 675 5 R0.2 13 6 75

4RCR 050 R03 130 675 5 R0.3 13 6 75

4RCR 050 R05 130 675 5 R0.5 13 6 75

4RCR 050 R10 130 675 5 R1.0 13 6 75

4RCR 060 R01 130 690 6 R0.1 13 6 90

4RCR 060 R02 130 690 6 R0.2 13 6 90

4RCR 060 R03 130 690 6 R0.3 13 6 90

4RCR 060 R05 130 690 6 R0.5 13 6 90

4RCR 060 R10 130 690 6 R1.0 13 6 90

4RCR 080 R01 190 8A0 8 R0.1 19 8 100

4RCR 080 R02 190 8A0 8 R0.2 19 8 100

4RCR 080 R03 190 8A0 8 R0.3 19 8 100

4RCR 080 R05 190 8A0 8 R0.5 19 8 100

4RCR 080 R10 190 8A0 8 R1.0 19 8 100

4RCR 080 R20 190 8A0 8 R2.0 19 8 100

4RCR 100 R02 220 AA0 10 R0.2 22 10 100

4RCR 100 R03 220 AA0 10 R0.3 22 10 100

4RCR 100 R05 220 AA0 10 R0.5 22 10 100

4RCR 100 R10 220 AA0 10 R1.0 22 10 100

4RCR 100 R20 220 AA0 10 R2.0 22 10 100

4RCR 120 R02 260 CB0 12 R0.2 26 12 110

4RCR 120 R03 260 CB0 12 R0.3 26 12 110

4RCR 120 R05 260 CB0 12 R0.5 26 12 110

4RCR 120 R10 260 CB0 12 R1.0 26 12 110

4RCR 120 R20 260 CB0 12 R2.0 26 12 110
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30°4 CR
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No.2396RCR

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

6RCR 030 R05 080 650 3 R0.5 8 6 50

6RCR 040 R05 100 650 4 R0.5 10 6 50

6RCR 060 R05 130 650 6 R0.5 13 6 50

6RCR 080 R05 190 865 8 R0.5 19 8 65

6RCR 100 R05 220 A70 10 R0.5 22 10 70

6RCR 120 R05 260 C80 12 R0.5 26 12 80

6 Flutes 45° Corner Radius End Mills

���o㕐ⴉꟋ㘗

6 45°

CR
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No.2352RRE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RRE 001 003 445 0.1 0.15 0.3 4 45

2RRE 001 005 445 0.1 0.15 0.5 4 45

2RRE 002 005 445 0.2 0.3 0.5 4 45

2RRE 002 010 445 0.2 0.3 1 4 45

2RRE 002 020 445 0.2 0.3 2 4 45

2RRE 003 005 445 0.3 0.45 0.5 4 45

2RRE 003 010 445 0.3 0.45 1 4 45

2RRE 003 015 445 0.3 0.45 1.5 4 45

2RRE 003 020 445 0.3 0.45 2 4 45

2RRE 003 025 445 0.3 0.45 2.5 4 45

2RRE 003 030 445 0.3 0.45 3 4 45

2RRE 004 010 445 0.4 0.6 1 4 45

2RRE 004 015 445 0.4 0.6 1.5 4 45

2RRE 004 020 445 0.4 0.6 2 4 45

2RRE 004 025 445 0.4 0.6 2.5 4 45

2RRE 004 030 445 0.4 0.6 3 4 45

2RRE 004 035 445 0.4 0.6 3.5 4 45

2RRE 004 040 445 0.4 0.6 4 4 45

2RRE 005 010 445 0.5 0.7 1 4 45

2RRE 005 020 445 0.5 0.7 2 4 45

2RRE 005 030 445 0.5 0.7 3 4 45

2RRE 005 040 445 0.5 0.7 4 4 45

2RRE 005 050 445 0.5 0.7 5 4 45

2RRE 005 060 445 0.5 0.7 6 4 45

2RRE 005 080 445 0.5 0.7 8 4 45

2 Flutes Rib Flat End Mills

�帾就ⴉ
2 30°

OD
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No.235

2 Flutes Rib Flat End Mills

�帾就ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RRE 006 020 445 0.6 0.9 2 4 45

2RRE 006 030 445 0.6 0.9 3 4 45

2RRE 006 040 445 0.6 0.9 4 4 45

2RRE 006 050 445 0.6 0.9 5 4 45

2RRE 006 060 445 0.6 0.9 6 4 45

2RRE 006 080 445 0.6 0.9 8 4 45

2RRE 006 100 445 0.6 0.9 10 4 45

2RRE 007 020 445 0.7 1 2 4 45

2RRE 007 040 445 0.7 1 4 4 45

2RRE 007 060 445 0.7 1 6 4 45

2RRE 007 080 445 0.7 1 8 4 45

2RRE 007 100 445 0.7 1 10 4 45

2RRE 007 120 445 0.7 1 12 4 45

2RRE 008 020 445 0.8 1.2 2 4 45

2RRE 008 030 445 0.8 1.2 3 4 45

2RRE 008 040 445 0.8 1.2 4 4 45

2RRE 008 050 445 0.8 1.2 5 4 45

2RRE 008 060 445 0.8 1.2 6 4 45

2RRE 008 080 445 0.8 1.2 8 4 45

2RRE 008 100 445 0.8 1.2 10 4 45

2RRE 008 120 445 0.8 1.2 12 4 45

2RRE 009 060 445 0.9 1.3 6 4 45

2RRE 009 080 445 0.9 1.3 8 4 45

2RRE 009 100 445 0.9 1.3 10 4 45

  倜❡ㅷ New Production

2 30°
OD
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4RRE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RRE 010 030 445 1 1.5 3 4 45

4RRE 010 040 445 1 1.5 4 4 45

4RRE 010 060 445 1 1.5 6 4 45

4RRE 010 080 445 1 1.5 8 4 45

4RRE 010 100 445 1 1.5 10 4 45

4RRE 015 040 445 1.5 2.3 4 4 45

4RRE 015 060 445 1.5 2.3 6 4 45

4RRE 015 080 445 1.5 2.3 8 4 45

4RRE 015 100 445 1.5 2.3 10 4 45

4RRE 015 120 445 1.5 2.3 12 4 45

4RRE 015 160 450 1.5 2.3 16 4 50

4RRE 020 060 445 2 3 6 4 45

4RRE 020 080 445 2 3 8 4 45

4RRE 020 100 445 2 3 10 4 45

4RRE 020 120 445 2 3 12 4 45

4RRE 020 160 450 2 3 16 4 50

4RRE 020 200 450 2 3 20 4 50

4RRE 030 080 650 3 4.5 8 6 50

4RRE 030 100 650 3 4.5 10 6 50

4RRE 030 120 650 3 4.5 12 6 50

4RRE 030 160 660 3 4.5 16 6 60

4RRE 030 200 660 3 4.5 20 6 60

4RRE 040 100 650 4 6 10 6 50

4RRE 040 120 650 4 6 12 6 50

4RRE 040 160 660 4 6 16 6 60

4 Flutes Rib Flat End Mills

�帾就ⴉ
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30°4 OD
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4 Flutes Rib Flat End Mills

�帾就ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RRE 040 200 660 4 6 20 6 60

4RRE 040 250 665 4 6 25 6 65

4RRE 050 160 660 5 8 16 6 60

4RRE 050 300 670 5 8 30 6 70

4RRE 060 150 660 6 9 15 6 60

4RRE 060 200 660 6 9 20 6 60

4RRE 060 300 670 6 9 30 6 70

4RRE 080 200 865 8 12 20 8 65

4RRE 080 300 880 8 12 30 8 80

4RRE 080 400 8A0 8 12 40 8 100

4RRE 100 250 A70 10 15 25 10 70

4RRE 100 350 AA0 10 15 35 10 100

4RRE 100 450 AA0 10 15 45 10 100

4RRE 120 300 C80 12 18 30 12 80

4RRE 120 400 CB0 12 18 40 12 110

4RRE 120 500 CB0 12 18 50 12 110
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No.2374RPE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RPE 010 025 445 1 2.5 4 45

4RPE 012 040 445 1.2 4 4 45

4RPE 015 040 445 1.5 4 4 45

4RPE 020 060 445 2 6 4 45

4RPE 025 080 445 2.5 8 4 45

4RPE 030 100 450 3 10 4 50

4RPE 035 100 650 3.5 10 6 50

4RPE 040 120 450 4 12 4 50

4RPE 050 150 650 5 15 6 50

4RPE 060 150 650 6 15 6 50

4RPE 060 150 675 6 15 6 75

4RPE 070 200 865 7 20 8 65

4RPE 080 200 865 8 20 8 65

4RPE 080 200 875 8 20 8 75

4RPE 100 250 A70 10 25 10 70

4RPE 100 250 A75 10 25 10 75

4RPE 120 300 C80 12 30 12 80

  倜❡ㅷ New Production

4 Flutes Flat End Mills

�ⴉ
4 30°

OD
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No.2374RLE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RLE 080 300 8A0 8 30 8 100

4RLE 100 350 AA0 10 35 10 100

4RLE 120 400 CA0 12 40 12 100

  倜❡ㅷ New Production

4 Flutes Long Flat End Mills

�Ɤ厑ⴉ
30°4 OD
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No.2302RTB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

錬䏝
"OHMF	Ƕ


Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RTB 010 010 460 R0.5

〳㹀ⵖ錬䏝
Angle  

Custom-Order

1

〳㹀ⵖ剣佩Ɤ
Effective  
Length  

Custom-Order

4 60

2RTB 010 010 480 R0.5 1 4 80

2RTB 010 010 690 R0.5 1 6 90

2RTB 015 015 460 R0.75 1.5 4 60

2RTB 015 015 480 R0.75 1.5 4 80

2RTB 015 015 690 R0.75 1.5 6 90

2RTB 020 020 470 R1 2 4 70

2RTB 020 020 490 R1 2 4 90

2RTB 020 020 690 R1 2 6 90

2RTB 030 030 680 R1.5 3 6 80

2RTB 030 030 6A0 R1.5 3 6 100

2RTB 030 030 8B0 R1.5 3 8 110

2RTB 040 040 680 R2 4 6 80

2RTB 040 040 6B0 R2 4 6 110

2RTB 040 040 8B0 R2 4 8 110

2RTB 050 050 890 R2.5 5 8 90

2RTB 050 050 8B0 R2.5 5 8 110

2RTB 060 060 8B0 R3 6 8 110

2RTB 060 060 AF0 R3 6 10 150

2RTB 080 080 AB0 R4 8 10 110

2RTB 080 080 CG0 R4 8 12 160

2RTB 100 100 CB0 R5 10 12 110

2RTB 100 100 CG0 R5 10 12 160

2RTB 120 120 GG0 R6 12 16 160

�ꝭ䏝帾就椔ⴉ
2 Flutes Taper Neck Ball End Mills

2 30°R
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No.2333RTB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

錬䏝
"OHMF	Ƕ


Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3RTB 010 010 460 R0.5

〳㹀ⵖ錬䏝
Angle  

Custom-Order

1

〳㹀ⵖ剣佩Ɤ
Effective  
Length  

Custom-Order

4 60

3RTB 010 010 480 R0.5 1 4 80

3RTB 010 010 690 R0.5 1 6 90

3RTB 015 015 460 R0.75 1.5 4 60

3RTB 015 015 480 R0.75 1.5 4 80

3RTB 015 015 690 R0.75 1.5 6 90

3RTB 020 020 470 R1 2 4 70

3RTB 020 020 490 R1 2 4 90

3RTB 020 020 690 R1 2 6 90

3RTB 030 030 680 R1.5 3 6 80

3RTB 030 030 6A0 R1.5 3 6 100

3RTB 030 030 8B0 R1.5 3 8 110

3RTB 040 040 680 R2 4 6 80

3RTB 040 040 6B0 R2 4 6 110

3RTB 040 040 8B0 R2 4 8 110

3RTB 050 050 890 R2.5 5 8 90

3RTB 050 050 8B0 R2.5 5 8 110

3RTB 060 060 8B0 R3 6 8 110

3RTB 060 060 AF0 R3 6 10 150

3RTB 080 080 AB0 R4 8 10 110

3RTB 080 080 CG0 R4 8 12 160

3RTB 100 100 CB0 R5 10 12 110

3RTB 100 100 CG0 R5 10 12 160

3RTB 120 120 GG0 R6 12 16 160

�ꝭ䏝帾就椔ⴉ
3 Flutes Taper Neck Ball End Mills

3 30°R
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2RTR

㘗〾
Model No.

䖇
Outside Diameter 

(D)

錬䏝
"OHMF	Ƕ


3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RTR 010 R01 010 460 1

〳㹀ⵖ錬䏝
Angle  

Custom-
Order

R0.1 1

〳㹀ⵖ剣佩Ɤ
Effective  
Length  

Custom-
Order

4 60

2RTR 010 R01 010 480 1 R0.1 1 4 80

2RTR 010 R01 010 680 1 R0.1 1 6 80

2RTR 010 R02 010 460 1 R0.2 1 4 60

2RTR 010 R02 010 480 1 R0.2 1 4 80

2RTR 010 R02 010 680 1 R0.2 1 6 80

2RTR 010 R03 010 460 1 R0.3 1 4 60

2RTR 010 R03 010 480 1 R0.3 1 4 80

2RTR 010 R03 010 680 1 R0.3 1 6 80

2RTR 015 R02 015 460 1.5 R0.2 1.5 4 60

2RTR 015 R02 015 480 1.5 R0.2 1.5 4 80

2RTR 015 R02 015 680 1.5 R0.2 1.5 6 80

2RTR 015 R03 015 460 1.5 R0.3 1.5 4 60

2RTR 015 R03 015 480 1.5 R0.3 1.5 4 80

2RTR 015 R03 015 680 1.5 R0.3 1.5 6 80

2RTR 015 R05 015 460 1.5 R0.5 1.5 4 60

2RTR 015 R05 015 480 1.5 R0.5 1.5 4 80

2RTR 015 R05 015 680 1.5 R0.5 1.5 6 80

2RTR 020 R02 020 470 2 R0.2 2 4 70

2RTR 020 R02 020 480 2 R0.2 2 4 80

2RTR 020 R02 020 680 2 R0.2 2 6 80

2RTR 020 R03 015 460 2 R0.3 1.5 4 60

2RTR 020 R03 015 480 2 R0.3 1.5 4 80

2RTR 020 R03 015 680 2 R0.3 1.5 6 80

�ꝭ䏝帾就㕐ⴉ
2 Flutes Taper Neck Corner Radius End Mills
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㘗〾
Model No.

䖇
Outside Diameter 

(D)

錬䏝
"OHMF	Ƕ


3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2RTR 020 R05 020 470 2

〳㹀ⵖ錬䏝
Angle  

Custom-
Order

R0.5 2

〳㹀ⵖ剣佩Ɤ
Effective  
Length  

Custom-
Order

4 70

2RTR 020 R05 020 480 2 R0.5 2 4 80

2RTR 020 R05 020 680 2 R0.5 2 6 80

2RTR 030 R02 030 680 3 R0.2 3 6 80

2RTR 030 R02 030 6A0 3 R0.2 3 6 100

2RTR 030 R03 030 680 3 R0.3 3 6 80

2RTR 030 R03 030 6A0 3 R0.3 3 6 100

2RTR 030 R05 030 680 3 R0.5 3 6 80

2RTR 030 R05 030 6A0 3 R0.5 3 6 100

2RTR 040 R02 040 680 4 R0.2 4 6 80

2RTR 040 R02 040 6A0 4 R0.2 4 6 100

2RTR 040 R03 040 680 4 R0.3 4 6 80

2RTR 040 R03 040 6A0 4 R0.3 4 6 100

2RTR 040 R05 040 680 4 R0.5 4 6 80

2RTR 040 R05 040 6A0 4 R0.5 4 6 100

2RTR 040 R10 040 680 4 R1 4 6 80

2RTR 040 R10 040 6A0 4 R1 4 6 100

  倜❡ㅷ New Production

�ꝭ䏝帾就㕐ⴉ
2 Flutes Taper Neck Corner Radius End Mills

PAGE

No.2382 30°
CR



 unit(mm)

038

RR
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-

P
R

O
A

B
S

D
-P

R
O

S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助
⿫侧

4RTR
�ꝭ䏝帾就㕐ⴉ
4 Flutes Taper Neck Corner Radius End Mills

㘗〾
Model No.

䖇
Outside Diameter 

(D)

錬䏝
"OHMF	Ƕ


3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RTR 010 R01 010 460 1

〳㹀ⵖ錬䏝
Angle  

Custom-
Order

R0.1 1

〳㹀ⵖ剣佩Ɤ
Effective  
Length  

Custom-
Order

4 60

4RTR 010 R01 010 480 1 R0.1 1 4 80

4RTR 010 R01 010 680 1 R0.1 1 6 80

4RTR 010 R02 010 460 1 R0.2 1 4 60

4RTR 010 R02 010 480 1 R0.2 1 4 80

4RTR 010 R02 010 680 1 R0.2 1 6 80

4RTR 015 R02 015 460 1.5 R0.2 1.5 4 60

4RTR 015 R02 015 480 1.5 R0.2 1.5 4 80

4RTR 015 R02 015 680 1.5 R0.2 1.5 6 80

4RTR 015 R03 015 460 1.5 R0.3 1.5 4 60

4RTR 015 R03 015 480 1.5 R0.3 1.5 4 80

4RTR 015 R03 015 680 1.5 R0.3 1.5 6 80

4RTR 015 R05 015 460 1.5 R0.5 1.5 4 60

4RTR 015 R05 015 480 1.5 R0.5 1.5 4 80

4RTR 015 R05 015 680 1.5 R0.5 1.5 6 80

4RTR 020 R02 020 470 2 R0.2 2 4 70

4RTR 020 R02 020 480 2 R0.2 2 4 80

4RTR 020 R02 020 680 2 R0.2 2 6 80

4RTR 020 R05 020 470 2 R0.5 2 4 70

4RTR 020 R05 020 480 2 R0.5 2 4 80

4RTR 020 R05 020 680 2 R0.5 2 6 80

4RTR 025 R03 025 470 2.5 R0.3 2.5 4 70

4RTR 025 R03 025 480 2.5 R0.3 2.5 4 80

4RTR 025 R03 025 680 2.5 R0.3 2.5 6 80
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�ꝭ䏝帾就㕐ⴉ
4 Flutes Taper Neck Corner Radius End Mills

㘗〾
Model No.

䖇
Outside Diameter 

(D)

錬䏝
"OHMF	Ƕ


3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4RTR 025 R05 025 470 2.5

〳㹀ⵖ錬䏝
Angle  

Custom-
Order

R0.5 2.5

〳㹀ⵖ剣佩Ɤ
Effective  
Length  

Custom-
Order

4 70

4RTR 025 R05 025 480 2.5 R0.5 2.5 4 80

4RTR 025 R05 025 680 2.5 R0.5 2.5 6 80

4RTR 030 R03 030 680 3 R0.3 3 6 80

4RTR 030 R03 030 6A0 3 R0.3 3 6 100

4RTR 030 R05 030 680 3 R0.5 3 6 80

4RTR 030 R05 030 6A0 3 R0.5 3 6 100

4RTR 040 R03 040 680 4 R0.3 4 6 80

4RTR 040 R03 040 6A0 4 R0.3 4 6 100

4RTR 040 R05 040 680 4 R0.5 4 6 80

4RTR 040 R05 040 6A0 4 R0.5 4 6 100

  倜❡ㅷ New Production
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剑㣐ꣲ䏝꣇姺罣䚍♷䫐⸓
鷒欽넝㺘䊴�鷒さ⸇䊨馄㺘䊨⟝
넝�넝鵳絛⸇䊨霃雦
Maximized the wear resistance & minimized chattering

Optimized to high precision in machining by applying lower 

tolerance

Designed for high speed cutting

椔ⴉ Ball

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

椔䖇(mm)
R Size

3䊴(mm)
R Tolerance

0.1 ~ 0.25 0 ~ -0.005 R0.05 ~ R2.9 ±0.005

0.3 ~ 5.8 0 ~ -0.010 R3 ~ R6 ±0.010

6 ~ 12 0 ~ -0.015 R6.5 ~ R10 ±0.015

13 ~ 20 0 ~ -0.020

㕐ⴉ Corner Radius

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

3錬䖇(mm)
R Size

3䊴(mm)
R Tolerance

0.2 ~ 0.25 0 ~ -0.005 R0.02 ~ R0.5 ±0.005

0.3 ~ 5 0 ~ -0.010 R1 ~ R1.5 ±0.010

6 ~ 12 0 ~ -0.015 R2 ~ R3 ±0.015

16 ~ 20 0 ~ -0.020

HIT 넝넝鵳絛 High Speed & Feedrate

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

3錬䖇(mm)
R Size

3䊴(mm)
R Tolerance

0.8 ~ 5 0 ~ -0.010 R0.02 ~ R0.5 ±0.005

6 ~ 12 0 ~ -0.015 R1 ~ R1.5 ±0.010

R2 ±0.015

ⰻ㕐錬ⴉ Inner Corner Radius
㽯㼄 䖇䊴(mm) 3錬䖇(mm) 3䊴(mm)

D Size D Tolerance R Size R Tolerance

0.5 ~ 0.9 0 ~ -0.010 R0.1 ~ R2.5 ±0.010

1.4 ~ 5.9 0 ~ -0.020 R3 ~ R8 ±0.020

ⴉ Flat
㽯㼄 䖇䊴(mm)

D Size D Tolerance

0.05 ~ 0.25 0 ~ -0.005

0.3 ~ 5.9 0 ~ -0.010

6 ~ 12 0 ~ -0.015

13 ~ 25 0 ~ -0.020
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2HRB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRB 001 003 445 R0.05 0.1 0.3 4 45

2HRB 001 005 445 R0.05 0.1 0.5 4 45

2HRB 0015 005 445 R0.075 0.15 0.5 4 45

2HRB 0016 005 445 R0.08 0.16 0.5 4 45

2HRB 002 005 445 R0.1 0.2 0.5 4 45

2HRB 002 005 650 R0.1 0.2 0.5 6 50

2HRB 002 010 445 R0.1 0.2 1 4 45

2HRB 002 015 445 R0.1 0.2 1.5 4 45

2HRB 002 020 445 R0.1 0.2 2 4 45

2HRB 002 025 445 R0.1 0.2 2.5 4 45

2HRB 002 030 445 R0.1 0.2 3 4 45

2HRB 0025 008 445 R0.125 0.25 0.8 4 45

2HRB 003 005 445 R0.15 0.3 0.5 4 45

2HRB 003 010 445 R0.15 0.3 1 4 45

2HRB 003 015 445 R0.15 0.3 1.5 4 45

2HRB 003 020 445 R0.15 0.3 2 4 45

2HRB 003 025 445 R0.15 0.3 2.5 4 45

2HRB 003 030 445 R0.15 0.3 3 4 45

2HRB 003 035 445 R0.15 0.3 3.5 4 45

2HRB 003 040 445 R0.15 0.3 4 4 45

2HRB 003 050 445 R0.15 0.3 5 4 45

2HRB 004 010 445 R0.2 0.4 1 4 45

2HRB 004 010 650 R0.2 0.4 1 6 50

2HRB 004 015 445 R0.2 0.4 1.5 4 45

2HRB 004 020 445 R0.2 0.4 2 4 45

2HRB 004 025 445 R0.2 0.4 2.5 4 45

2HRB 004 030 445 R0.2 0.4 3 4 45

2HRB 004 035 445 R0.2 0.4 3.5 4 45

2HRB 004 040 445 R0.2 0.4 4 4 45

2HRB 004 045 445 R0.2 0.4 4.5 4 45

2HRB 004 050 445 R0.2 0.4 5 4 45

2 Flutes Rib Ball End Mills

�帾就椔ⴉ
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�帾就椔ⴉ
2 Flutes Rib Ball End Mills

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRB 004 060 445 R0.2 0.4 6 4 45

2HRB 004 080 445 R0.2 0.4 8 4 45

2HRB 004 100 445 R0.2 0.4 10 4 45

2HRB 005 010 445 R0.25 0.5 1 4 45

2HRB 005 015 445 R0.25 0.5 1.5 4 45

2HRB 005 015 650 R0.25 0.5 1.5 6 50

2HRB 005 020 445 R0.25 0.5 2 4 45

2HRB 005 025 445 R0.25 0.5 2.5 4 45

2HRB 005 030 445 R0.25 0.5 3 4 45

2HRB 005 035 445 R0.25 0.5 3.5 4 45

2HRB 005 040 445 R0.25 0.5 4 4 45

2HRB 005 045 445 R0.25 0.5 4.5 4 45

2HRB 005 050 445 R0.25 0.5 5 4 45

2HRB 005 060 445 R0.25 0.5 6 4 45

2HRB 005 080 445 R0.25 0.5 8 4 45

2HRB 005 100 445 R0.25 0.5 10 4 45

2HRB 005 120 445 R0.25 0.5 12 4 45

2HRB 005 140 445 R0.25 0.5 14 4 45

2HRB 006 010 445 R0.3 0.6 1 4 45

2HRB 006 015 650 R0.3 0.6 1.5 6 50

2HRB 006 020 445 R0.3 0.6 2 4 45

2HRB 006 030 445 R0.3 0.6 3 4 45

2HRB 006 040 445 R0.3 0.6 4 4 45

2HRB 006 050 445 R0.3 0.6 5 4 45

2HRB 006 060 445 R0.3 0.6 6 4 45

2HRB 006 080 445 R0.3 0.6 8 4 45

2HRB 006 100 445 R0.3 0.6 10 4 45

2HRB 006 120 445 R0.3 0.6 12 4 45

2HRB 006 140 445 R0.3 0.6 14 4 45

2HRB 006 160 445 R0.3 0.6 16 4 45

2HRB 007 020 445 R0.35 0.7 2 4 45

2HRB 007 040 445 R0.35 0.7 4 4 45

2HRB 007 060 445 R0.35 0.7 6 4 45

2HRB 007 080 445 R0.35 0.7 8 4 45

2HRB 007 100 445 R0.35 0.7 10 4 45

2HRB 007 120 445 R0.35 0.7 12 4 45

2HRB 008 020 445 R0.4 0.8 2 4 45

2HRB 008 020 650 R0.4 0.8 2 6 50

2HRB 008 030 445 R0.4 0.8 3 4 45

2HRB 008 040 445 R0.4 0.8 4 4 45

2HRB 008 050 445 R0.4 0.8 5 4 45

2HRB 008 060 445 R0.4 0.8 6 4 45

2HRB 008 080 445 R0.4 0.8 8 4 45

2HRB 008 100 445 R0.4 0.8 10 4 45
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2 Flutes Rib Ball End Mills

�帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRB 008 120 445 R0.4 0.8 12 4 45

2HRB 008 140 445 R0.4 0.8 14 4 45

2HRB 008 160 445 R0.4 0.8 16 4 45

2HRB 009 040 445 R0.45 0.9 4 4 45

2HRB 010 020 445 R0.5 1 2 4 45

2HRB 010 025 650 R0.5 1 2.5 6 50

2HRB 010 030 445 R0.5 1 3 4 45

2HRB 010 040 445 R0.5 1 4 4 45

2HRB 010 050 445 R0.5 1 5 4 45

2HRB 010 060 445 R0.5 1 6 4 45

2HRB 010 080 445 R0.5 1 8 4 45

2HRB 010 100 445 R0.5 1 10 4 45

2HRB 010 120 445 R0.5 1 12 4 45

2HRB 010 140 450 R0.5 1 14 4 50

2HRB 010 160 450 R0.5 11 16 4 50

2HRB 010 180 450 R0.5 12 18 4 50

2HRB 010 200 450 R0.5 13 20 4 50

2HRB 010 220 460 R0.5 14 22 4 60

2HRB 010 250 460 R0.5 15 25 4 60

2HRB 010 300 470 R0.5 16 30 4 70

2HRB 012 030 650 R0.6 1.2 3 6 50

2HRB 012 040 445 R0.6 1.2 4 4 45

2HRB 012 060 445 R0.6 1.2 6 4 45

2HRB 012 080 445 R0.6 1.2 8 4 45

2HRB 012 100 445 R0.6 1.2 10 4 45

2HRB 012 120 445 R0.6 1.2 12 4 45

2HRB 012 140 450 R0.6 1.2 14 4 50

2HRB 012 160 450 R0.6 1.2 16 4 50

2HRB 012 200 450 R0.6 1.2 20 4 50

2HRB 012 240 460 R0.6 1.2 24 4 60

2HRB 014 060 445 R0.7 1.4 6 4 45

2HRB 014 080 445 R0.7 1.4 8 4 45

2HRB 014 120 445 R0.7 1.4 12 4 45

2HRB 014 160 450 R0.7 1.4 16 4 50

2HRB 015 030 445 R0.75 1.5 3 4 45

2HRB 015 040 445 R0.75 1.5 4 4 45

2HRB 015 040 650 R0.75 1.5 4 6 50

2HRB 015 060 445 R0.75 1.5 6 4 45

2HRB 015 080 445 R0.75 1.5 8 4 45

2HRB 015 100 445 R0.75 1.5 10 4 45

2HRB 015 120 445 R0.75 1.5 12 4 45

2HRB 015 140 450 R0.75 1.5 14 4 50

2HRB 015 160 450 R0.75 1.5 16 4 50

2HRB 015 180 450 R0.75 1.5 18 4 50

2HRB 015 200 450 R0.75 1.5 20 4 50
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㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRB 015 220 460 R0.75 1.5 22 4 60

2HRB 015 250 460 R0.75 1.5 25 4 60

2HRB 015 300 470 R0.75 1.5 30 4 70

2HRB 015 350 470 R0.75 1.5 35 4 70

2HRB 015 400 480 R0.75 1.5 40 4 80

2HRB 016 060 445 R0.8 1.6 6 4 45

2HRB 016 080 445 R0.8 1.6 8 4 45

2HRB 016 120 445 R0.8 1.6 12 4 45

2HRB 016 160 450 R0.8 1.6 16 4 50

2HRB 016 200 450 R0.8 1.6 20 4 50

2HRB 018 060 445 R0.9 1.8 6 4 45

2HRB 018 080 445 R0.9 1.8 8 4 45

2HRB 018 120 445 R0.9 1.8 12 4 45

2HRB 018 160 450 R0.9 1.8 16 4 50

2HRB 018 200 450 R0.9 1.8 20 4 50

2HRB 020 040 445 R1.0 2 4 4 45

2HRB 020 060 445 R1.0 2 6 4 45

2HRB 020 060 650 R1.0 2 6 6 50

2HRB 020 080 445 R1.0 2 8 4 45

2HRB 020 100 445 R1.0 2 10 4 45

2HRB 020 120 445 R1.0 2 12 4 45

2HRB 020 140 450 R1.0 2 14 4 50

2HRB 020 160 450 R1.0 2 16 4 50

2HRB 020 180 450 R1.0 2 18 4 50

2HRB 020 200 450 R1.0 2 20 4 50

2HRB 020 220 460 R1.0 2 22 4 60

2HRB 020 250 460 R1.0 2 25 4 60

2HRB 020 300 470 R1.0 2 30 4 70

2HRB 020 350 470 R1.0 2 35 4 70

2HRB 025 060 650 R1.25 2.5 6 6 50

2HRB 025 080 445 R1.25 2.5 8 4 45

2HRB 025 100 445 R1.25 2.5 10 4 45

2HRB 025 120 445 R1.25 2.5 12 4 45

2HRB 025 160 450 R1.25 2.5 16 4 50

2HRB 025 200 450 R1.25 2.5 20 4 50

2HRB 025 250 460 R1.25 2.5 25 4 60

2HRB 025 300 470 R1.25 2.5 30 4 70

2HRB 025 350 470 R1.25 2.5 35 4 70

2HRB 030 060 360 R1.5 3 6 3 60

2HRB 030 060 650 R1.5 3 6 6 50

2HRB 030 080 650 R1.5 3 8 6 50

2HRB 030 100 650 R1.5 3 10 6 50

2HRB 030 120 650 R1.5 3 12 6 50

2HRB 030 140 660 R1.5 3 14 6 60

2HRB 030 160 660 R1.5 3 16 6 60

�帾就椔ⴉ
2 Flutes Rib Ball End Mills
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㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRB 030 180 660 R1.5 3 18 6 60

2HRB 030 200 660 R1.5 3 20 6 60

2HRB 030 250 665 R1.5 3 25 6 65

2HRB 030 300 670 R1.5 3 30 6 70

2HRB 030 350 680 R1.5 3 35 6 80

2HRB 030 400 680 R1.5 3 40 6 80

2HRB 030 500 6A0 R1.5 3 50 6 100

2HRB 040 080 470 R2.0 4 8 4 70

2HRB 040 080 650 R2.0 4 8 6 50

2HRB 040 100 650 R2.0 4 10 6 50

2HRB 040 120 650 R2.0 4 12 6 50

2HRB 040 140 660 R2.0 4 14 6 60

2HRB 040 160 660 R2.0 4 16 6 60

2HRB 040 200 660 R2.0 4 20 6 60

2HRB 040 250 665 R2.0 4 25 6 65

2HRB 040 300 670 R2.0 4 30 6 70

2HRB 040 350 680 R2.0 4 35 6 80

2HRB 040 400 680 R2.0 4 40 6 80

2HRB 040 450 690 R2.0 4 45 6 90

2HRB 040 500 6A0 R2.0 4 50 6 100

2HRB 040 550 6B0 R2.0 4 55 6 110

2HRB 040 600 6B0 R2.0 4 60 6 110

2HRB 040 650 6B0 R2.0 4 65 6 110

2HRB 040 700 6B0 R2.0 4 70 6 110

2HRB 050 120 650 R2.5 5 12 6 50

2HRB 050 160 660 R2.5 5 16 6 60

2HRB 050 200 660 R2.5 5 20 6 60

2HRB 050 250 665 R2.5 5 25 6 65

2HRB 050 300 670 R2.5 5 30 6 70

2HRB 050 400 680 R2.5 5 40 6 80

2HRB 050 450 690 R2.5 5 45 6 90

2HRB 050 500 6A0 R2.5 5 50 6 100

2HRB 050 600 6B0 R2.5 5 60 6 110

2HRB 050 650 6B0 R2.5 5 65 6 110

2HRB 050 700 6B0 R2.5 5 70 6 110

2HRB 060 150 660 R3.0 7 15 6 60

2HRB 060 300 670 R3.0 6 30 6 70

2HRB 060 300 690 R3.0 6 30 6 90

2HRB 080 200 860 R4.0 10 20 8 60

2HRB 080 300 880 R4.0 8 30 8 80

2HRB 100 250 A70 R5.0 12 25 10 70

2HRB 100 350 AA0 R5.0 10 35 10 100

2HRB 120 300 C80 R6.0 14 30 12 80

2HRB 120 400 CB0 R6.0 12 40 12 110

�帾就椔ⴉ
2 Flutes Rib Ball End Mills
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2HSB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HSB 001 001 440 R0.05 0.1 4 40

2HSB 002 002 440 R0.1 0.2 4 40

2HSB 002 003 440 R0.1 0.3 4 40

2HSB 003 003 440 R0.15 0.3 4 40

2HSB 004 004 440 R0.2 0.4 4 40

2HSB 004 006 440 R0.2 0.6 4 40

2HSB 005 005 440 R0.25 0.5 4 40

2HSB 006 006 440 R0.3 0.6 4 40

2HSB 007 007 440 R0.35 0.7 4 40

2HSB 008 008 440 R0.4 0.8 4 40

2HSB 009 009 440 R0.45 0.9 4 40

2HSB 010 010 440 R0.5 1 4 40

2HSB 010 010 640 R0.5 1 6 40

2HSB 010 015 440 R0.5 1.5 4 40

2HSB 010 015 640 R0.5 1.5 6 40

2HSB 015 015 440 R0.75 1.5 4 40

2HSB 015 015 640 R0.75 1.5 6 40

2HSB 015 023 440 R0.75 2.3 4 40

2HSB 015 023 640 R0.75 2.3 6 40

2HSB 020 020 445 R1.0 2 4 45

2HSB 020 020 645 R1.0 2 6 45

2HSB 020 030 445 R1.0 3 4 45

2HSB 020 030 645 R1.0 3 6 45

2HSB 030 030 445 R1.5 3 4 45

2HSB 030 030 645 R1.5 3 6 45

2 Flutes Short Ball End Mills
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2 Flutes Short Ball End Mills

�瀉椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HSB 030 045 445 R1.5 4.5 4 45

2HSB 030 045 645 R1.5 4.5 6 45

2HSB 040 040 445 R2.0 4 4 45

2HSB 040 040 645 R2.0 4 6 45

2HSB 040 060 445 R2.0 6 4 45

2HSB 040 060 645 R2.0 6 6 45

2HSB 050 050 650 R2.5 5 6 50

2HSB 050 075 650 R2.5 7.5 6 50

2HSB 060 060 650 R3.0 6 6 50

2HSB 060 080 660 R3.0 8 6 60

2HSB 080 080 850 R4.0 8 8 50

2HSB 080 110 860 R4.0 11 8 60

2HSB 100 100 A60 R5.0 10 10 60

2HSB 100 130 A60 R5.0 13 10 60

2HSB 120 120 C60 R6.0 12 12 60

2HSB 120 150 C60 R6.0 15 12 60
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2HPB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPB 001 002 445 R0.05 0.2 4 45

2HPB 0015 003 445 R0.075 0.3 4 45

2HPB 002 004 445 R0.1 0.4 4 45

2HPB 003 006 445 R0.15 0.6 4 45

2HPB 004 008 445 R0.2 0.8 4 45

2HPB 004 008 645 R0.2 0.8 6 45

2HPB 005 010 445 R0.25 1 4 45

2HPB 005 010 645 R0.25 1 6 45

2HPB 006 012 445 R0.3 1.2 4 45

2HPB 006 012 645 R0.3 1.2 6 45

2HPB 007 015 445 R0.35 1.5 4 45

2HPB 008 015 445 R0.4 1.5 4 45

2HPB 008 015 645 R0.4 1.5 6 45

2HPB 010 020 350 R0.5 2 3 50

2HPB 010 020 450 R0.5 2 4 50

2HPB 010 020 650 R0.5 2 6 50

2HPB 011 024 450 R0.55 2.4 4 50

2HPB 012 025 350 R0.6 2.5 3 50

2HPB 012 025 450 R0.6 2.5 4 50

2HPB 012 025 650 R0.6 2.5 6 50

2HPB 013 032 450 R0.65 3.2 4 50

2HPB 014 035 450 R0.7 3.5 4 50

2HPB 015 040 350 R0.75 4 3 50

2HPB 015 040 450 R0.75 4 4 50

2HPB 015 040 650 R0.75 4 6 50

2 Flutes Ball End Mills
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2 Flutes Ball End Mills

�椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPB 015 040 670 R0.75 4 6 70

2HPB 015 040 6A0 R0.75 4 6 100

2HPB 016 040 450 R0.8 4 4 50

2HPB 017 042 450 R0.85 4.2 4 50

2HPB 018 045 450 R0.9 4.5 4 50

2HPB 019 047 450 R0.95 4.7 4 50

2HPB 020 050 350 R1.0 5 3 50

2HPB 020 050 450 R1.0 5 4 50

2HPB 020 050 660 R1.0 5 6 60

2HPB 020 050 680 R1.0 5 6 80

2HPB 020 050 6A0 R1.0 5 6 100

2HPB 022 055 450 R1.1 5.5 4 50

2HPB 024 060 450 R1.2 6 4 50

2HPB 025 060 350 R1.25 6 3 50

2HPB 025 060 450 R1.25 6 4 50

2HPB 025 060 660 R1.25 6 6 60

2HPB 025 060 680 R1.25 6 6 80

2HPB 025 060 6A0 R1.25 6 6 100

2HPB 026 060 450 R1.3 6 4 50

2HPB 028 070 450 R1.4 7 4 50

2HPB 030 080 360 R1.5 8 3 60

2HPB 030 080 460 R1.5 8 4 60

2HPB 030 080 660 R1.5 8 6 60

2HPB 030 080 680 R1.5 8 6 80

2HPB 030 080 6A0 R1.5 8 6 100

2HPB 032 080 460 R1.6 8 4 60

2HPB 034 080 460 R1.7 8 4 60

2HPB 035 080 660 R1.75 8 6 60

2HPB 036 080 460 R1.8 8 4 60

2HPB 038 080 460 R1.9 8 4 60

2HPB 040 080 460 R2.0 8 4 60

2HPB 040 080 480 R2.0 8 4 80

2HPB 040 080 670 R2.0 8 6 70

2HPB 040 080 690 R2.0 8 6 90

2HPB 040 080 6C0 R2.0 8 6 120
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�椔ⴉ
2 Flutes Ball End Mills

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPB 042 100 670 R2.1 10 6 70

2HPB 044 100 670 R2.2 10 6 70

2HPB 045 100 670 R2.25 10 6 70

2HPB 046 100 670 R2.3 10 6 70

2HPB 047 100 670 R2.35 10 6 70

2HPB 048 100 670 R2.4 10 6 70

2HPB 050 100 680 R2.5 10 6 80

2HPB 052 120 680 R2.6 12 6 80

2HPB 054 120 680 R2.7 12 6 80

2HPB 055 120 680 R2.75 12 6 80

2HPB 056 120 680 R2.8 12 6 80

2HPB 058 120 680 R2.9 12 6 80

2HPB 060 120 675 R3.0 12 6 75

2HPB 060 120 680 R3.0 12 6 80

2HPB 060 120 690 R3.0 12 6 90

2HPB 060 120 6C0 R3.0 12 6 120

2HPB 060 120 6F0 R3.0 12 6 150

2HPB 070 140 8A0 R3.5 14 8 100

2HPB 080 140 875 R4.0 14 8 75

2HPB 080 140 8A0 R4.0 14 8 100

2HPB 080 140 8D0 R4.0 14 8 130

2HPB 080 140 8F0 R4.0 14 8 150

2HPB 090 180 AA0 R4.5 18 10 100

2HPB 100 180 A75 R5.0 18 10 75

2HPB 100 180 AA0 R5.0 18 10 100

2HPB 100 180 AD0 R5.0 18 10 130

2HPB 100 180 AF0 R5.0 18 10 150

2HPB 100 180 AI0 R5.0 18 10 180

2HPB 110 220 CB0 R5.5 22 12 110

2HPB 120 220 CB0 R6.0 22 12 110

2HPB 120 220 CD0 R6.0 22 12 130

2HPB 120 220 CF0 R6.0 22 12 150

2HPB 120 220 CK0 R6.0 22 12 200

2HPB 130 240 EB0 R6.5 24 14 110

2HPB 140 240 EB0 R7.0 24 14 110
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�椔ⴉ
2 Flutes Ball End Mills

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPB 160 300 GB0 R8.0 30 16 110

2HPB 160 300 GF0 R8.0 30 16 150

2HPB 200 380 KB0 R10.0 38 20 110

2HPB 200 380 KF0 R10.0 38 20 150
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No.2433HPB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3HPB 010 020 650 R0.5 2 6 50

3HPB 020 050 660 R1.0 5 6 60

3HPB 030 080 660 R1.5 8 6 60

3HPB 040 080 460 R2.0 8 4 60

3HPB 040 080 670 R2.0 8 6 70

3HPB 050 100 680 R2.5 10 6 80

3HPB 060 120 690 R3.0 12 6 90

3HPB 080 140 8A0 R4.0 14 8 100

3HPB 100 180 AA0 R5.0 18 10 100

3HPB 120 220 CB0 R6.0 22 12 110

3 Flutes Ball End Mills
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㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HPB 010 020 650 R0.5 2 6 50

4HPB 015 040 650 R0.75 4 6 50

4HPB 020 050 660 R1.0 5 6 60

4HPB 030 080 660 R1.5 8 6 60

4HPB 040 080 460 R2.0 8 4 60

4HPB 040 080 670 R2.0 8 6 70

4HPB 050 100 680 R2.5 10 6 80

4HPB 060 120 690 R3.0 12 6 90

4HPB 080 140 8A0 R4.0 14 8 100

4HPB 100 180 AA0 R5.0 18 10 100

4HPB 120 220 CB0 R6.0 22 12 110

4HPB 160 300 GD0 R8.0 30 16 130

4HPB 200 380 KF0 R10.0 38 20 150

4 Flutes Ball End Mills
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2HRR

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 002 R002 005 445 0.2 R0.02 0.3 0.5 4 45

2HRR 002 R002 010 445 0.2 R0.02 0.3 1 4 45

2HRR 002 R002 015 445 0.2 R0.02 0.3 1.5 4 45

2HRR 002 R005 010 445 0.2 R0.05 0.3 1 4 45

2HRR 002 R005 015 445 0.2 R0.05 0.3 1.5 4 45

2HRR 003 R005 010 445 0.3 R0.05 0.45 1 4 45

2HRR 003 R005 020 445 0.3 R0.05 0.45 2 4 45

2HRR 003 R005 030 445 0.3 R0.05 0.45 3 4 45

2HRR 004 R005 010 445 0.4 R0.05 0.6 1 4 45

2HRR 004 R005 020 445 0.4 R0.05 0.6 2 4 45

2HRR 004 R005 030 445 0.4 R0.05 0.6 3 4 45

2HRR 004 R005 040 445 0.4 R0.05 0.6 4 4 45

2HRR 004 R01 010 445 0.4 R0.1 0.6 1 4 45

2HRR 004 R01 015 445 0.4 R0.1 0.6 1.5 4 45

2HRR 004 R01 020 445 0.4 R0.1 0.6 2 4 45

2HRR 004 R01 030 445 0.4 R0.1 0.6 3 4 45

2HRR 004 R01 040 445 0.4 R0.1 0.6 4 4 45

2HRR 005 R002 010 445 0.5 R0.02 0.7 1 4 45

2HRR 005 R002 015 445 0.5 R0.02 0.7 1.5 4 45

2HRR 005 R002 020 445 0.5 R0.02 0.7 2 4 45

2HRR 005 R002 025 445 0.5 R0.02 0.7 2.5 4 45

2HRR 005 R002 030 445 0.5 R0.02 0.7 3 4 45

2HRR 005 R002 040 445 0.5 R0.02 0.7 4 4 45

2HRR 005 R002 050 445 0.5 R0.02 0.7 5 4 45

2HRR 005 R002 060 445 0.5 R0.02 0.7 6 4 45

2 Flutes Rib Corner Radius End Mills
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2 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 005 R002 080 445 0.5 R0.02 0.7 8 4 45

2HRR 005 R002 100 445 0.5 R0.02 0.7 10 4 45

2HRR 005 R005 010 445 0.5 R0.05 0.7 1 4 45

2HRR 005 R005 015 445 0.5 R0.05 0.7 1.5 4 45

2HRR 005 R005 020 445 0.5 R0.05 0.7 2 4 45

2HRR 005 R005 025 445 0.5 R0.05 0.7 2.5 4 45

2HRR 005 R005 030 445 0.5 R0.05 0.7 3 4 45

2HRR 005 R005 040 445 0.5 R0.05 0.7 4 4 45

2HRR 005 R005 050 445 0.5 R0.05 0.7 5 4 45

2HRR 005 R005 060 445 0.5 R0.05 0.7 6 4 45

2HRR 005 R005 080 445 0.5 R0.05 0.7 8 4 45

2HRR 005 R005 100 445 0.5 R0.05 0.7 10 4 45

2HRR 005 R01 010 445 0.5 R0.1 0.7 1 4 45

2HRR 005 R01 015 445 0.5 R0.1 0.7 1.5 4 45

2HRR 005 R01 020 445 0.5 R0.1 0.7 2 4 45

2HRR 005 R01 025 445 0.5 R0.1 0.7 2.5 4 45

2HRR 005 R01 030 445 0.5 R0.1 0.7 3 4 45

2HRR 005 R01 040 445 0.5 R0.1 0.7 4 4 45

2HRR 005 R01 050 445 0.5 R0.1 0.7 5 4 45

2HRR 005 R01 060 445 0.5 R0.1 0.7 6 4 45

2HRR 005 R01 080 445 0.5 R0.1 0.7 8 4 45

2HRR 005 R01 100 445 0.5 R0.1 0.7 10 4 45

2HRR 006 R002 020 445 0.6 R0.02 0.9 2 4 45

2HRR 006 R002 030 445 0.6 R0.02 0.9 3 4 45

2HRR 006 R002 040 445 0.6 R0.02 0.9 4 4 45

2HRR 006 R002 060 445 0.6 R0.02 0.9 6 4 45

2HRR 006 R002 080 445 0.6 R0.02 0.9 8 4 45

2HRR 006 R002 100 445 0.6 R0.02 0.9 10 4 45

2HRR 006 R005 020 445 0.6 R0.05 0.9 2 4 45

2HRR 006 R005 030 445 0.6 R0.05 0.9 3 4 45

2HRR 006 R005 040 445 0.6 R0.05 0.9 4 4 45

2HRR 006 R005 060 445 0.6 R0.05 0.9 6 4 45

2HRR 006 R005 080 445 0.6 R0.05 0.9 8 4 45

2HRR 006 R005 100 445 0.6 R0.05 0.9 10 4 45

2HRR 006 R01 020 445 0.6 R0.1 0.9 2 4 45

PAGE

No.2452 30°
CR



 unit(mm)

057

H

R
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-P

R
O

A
B

S
D

-P
R

O
S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助⿫侧

2 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 006 R01 030 445 0.6 R0.1 0.9 3 4 45

2HRR 006 R01 040 445 0.6 R0.1 0.9 4 4 45

2HRR 006 R01 060 445 0.6 R0.1 0.9 6 4 45

2HRR 006 R01 080 445 0.6 R0.1 0.9 8 4 45

2HRR 006 R01 100 445 0.6 R0.1 0.9 10 4 45

2HRR 007 R01 020 445 0.7 R0.1 1 2 4 45

2HRR 007 R01 040 445 0.7 R0.1 1 4 4 45

2HRR 007 R01 060 445 0.7 R0.1 1 6 4 45

2HRR 008 R002 020 445 0.8 R0.02 1.2 2 4 45

2HRR 008 R002 040 445 0.8 R0.02 1.2 4 4 45

2HRR 008 R002 060 445 0.8 R0.02 1.2 6 4 45

2HRR 008 R002 080 445 0.8 R0.02 1.2 8 4 45

2HRR 008 R002 100 445 0.8 R0.02 1.2 10 4 45

2HRR 008 R005 020 445 0.8 R0.05 1.2 2 4 45

2HRR 008 R005 040 445 0.8 R0.05 1.2 4 4 45

2HRR 008 R005 060 445 0.8 R0.05 1.2 6 4 45

2HRR 008 R005 080 445 0.8 R0.05 1.2 8 4 45

2HRR 008 R005 100 445 0.8 R0.05 1.2 10 4 45

2HRR 008 R01 020 445 0.8 R0.1 1.2 2 4 45

2HRR 008 R01 040 445 0.8 R0.1 1.2 4 4 45

2HRR 008 R01 060 445 0.8 R0.1 1.2 6 4 45

2HRR 008 R01 080 445 0.8 R0.1 1.2 8 4 45

2HRR 008 R01 100 445 0.8 R0.1 1.2 10 4 45

2HRR 008 R02 020 445 0.8 R0.2 1.2 2 4 45

2HRR 008 R02 040 445 0.8 R0.2 1.2 4 4 45

2HRR 008 R02 060 445 0.8 R0.2 1.2 6 4 45

2HRR 008 R02 080 445 0.8 R0.2 1.2 8 4 45

2HRR 008 R02 100 445 0.8 R0.2 1.2 10 4 45

2HRR 010 R005 040 445 1 R0.05 1.5 4 4 45

2HRR 010 R005 060 445 1 R0.05 1.5 6 4 45

2HRR 010 R005 080 445 1 R0.05 1.5 8 4 45

2HRR 010 R005 100 445 1 R0.05 1.5 10 4 45

2HRR 010 R005 120 445 1 R0.05 1.5 12 4 45

2HRR 010 R005 160 450 1 R0.05 1.5 16 4 50

2HRR 010 R005 200 450 1 R0.05 1.5 20 4 50
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 010 R005 220 460 1 R0.05 1.5 22 4 60

2HRR 010 R005 250 460 1 R0.05 1.5 25 4 60

2HRR 010 R01 040 445 1 R0.1 1.5 4 4 45

2HRR 010 R01 060 445 1 R0.1 1.5 6 4 45

2HRR 010 R01 080 445 1 R0.1 1.5 8 4 45

2HRR 010 R01 100 445 1 R0.1 1.5 10 4 45

2HRR 010 R01 120 445 1 R0.1 1.5 12 4 45

2HRR 010 R01 160 450 1 R0.1 1.5 16 4 50

2HRR 010 R01 200 450 1 R0.1 1.5 20 4 50

2HRR 010 R01 220 460 1 R0.1 1.5 22 4 60

2HRR 010 R01 250 460 1 R0.1 1.5 25 4 60

2HRR 010 R02 040 445 1 R0.2 1.5 4 4 45

2HRR 010 R02 060 445 1 R0.2 1.5 6 4 45

2HRR 010 R02 080 445 1 R0.2 1.5 8 4 45

2HRR 010 R02 100 445 1 R0.2 1.5 10 4 45

2HRR 010 R02 120 445 1 R0.2 1.5 12 4 45

2HRR 010 R02 160 450 1 R0.2 1.5 16 4 50

2HRR 010 R02 200 450 1 R0.2 1.5 20 4 50

2HRR 010 R02 220 460 1 R0.2 1.5 22 4 60

2HRR 010 R02 250 460 1 R0.2 1.5 25 4 60

2HRR 010 R025 040 665 1 R0.25 1.5 4 6 65

2HRR 010 R025 080 665 1 R0.25 1.5 8 6 65

2HRR 010 R03 040 445 1 R0.3 1.5 4 4 45

2HRR 010 R03 060 445 1 R0.3 1.5 6 4 45

2HRR 010 R03 080 445 1 R0.3 1.5 8 4 45

2HRR 010 R03 100 445 1 R0.3 1.5 10 4 45

2HRR 010 R03 120 445 1 R0.3 1.5 12 4 45

2HRR 010 R03 160 450 1 R0.3 1.5 16 4 50

2HRR 010 R03 200 450 1 R0.3 1.5 20 4 50

2HRR 010 R03 220 460 1 R0.3 1.5 22 4 60

2HRR 010 R03 250 460 1 R0.3 1.5 25 4 60

2HRR 012 R01 040 445 1.2 R0.1 1.8 4 4 45

2HRR 012 R01 060 445 1.2 R0.1 1.8 6 4 45

2HRR 012 R01 080 445 1.2 R0.1 1.8 8 4 45

2HRR 012 R01 100 445 1.2 R0.1 1.8 10 4 45
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 012 R01 120 445 1.2 R0.1 1.8 12 4 45

2HRR 012 R01 160 450 1.2 R0.1 1.8 16 4 50

2HRR 012 R01 200 450 1.2 R0.1 1.8 20 4 50

2HRR 012 R02 040 445 1.2 R0.2 1.8 4 4 45

2HRR 012 R02 060 445 1.2 R0.2 1.8 6 4 45

2HRR 012 R02 080 445 1.2 R0.2 1.8 8 4 45

2HRR 012 R02 100 445 1.2 R0.2 1.8 10 4 45

2HRR 012 R02 120 445 1.2 R0.2 1.8 12 4 45

2HRR 012 R02 160 450 1.2 R0.2 1.8 16 4 50

2HRR 012 R02 200 450 1.2 R0.2 1.8 20 4 50

2HRR 012 R03 040 445 1.2 R0.3 1.8 4 4 45

2HRR 012 R03 060 445 1.2 R0.3 1.8 6 4 45

2HRR 012 R03 080 445 1.2 R0.3 1.8 8 4 45

2HRR 012 R03 100 445 1.2 R0.3 1.8 10 4 45

2HRR 012 R03 120 445 1.2 R0.3 1.8 12 4 45

2HRR 012 R03 160 450 1.2 R0.3 1.8 16 4 50

2HRR 012 R03 200 450 1.2 R0.3 1.8 20 4 50

2HRR 015 R01 040 445 1.5 R0.1 2.3 4 4 45

2HRR 015 R01 060 445 1.5 R0.1 2.3 6 4 45

2HRR 015 R01 080 445 1.5 R0.1 2.3 8 4 45

2HRR 015 R01 100 445 1.5 R0.1 2.3 10 4 45

2HRR 015 R01 120 445 1.5 R0.1 2.3 12 4 45

2HRR 015 R01 160 450 1.5 R0.1 2.3 16 4 50

2HRR 015 R01 200 450 1.5 R0.1 2.3 20 4 50

2HRR 015 R01 220 460 1.5 R0.1 2.3 22 4 60

2HRR 015 R01 250 460 1.5 R0.1 2.3 25 4 60

2HRR 015 R02 040 445 1.5 R0.2 2.3 4 4 45

2HRR 015 R02 060 445 1.5 R0.2 2.3 6 4 45

2HRR 015 R02 080 445 1.5 R0.2 2.3 8 4 45

2HRR 015 R02 100 445 1.5 R0.2 2.3 10 4 45

2HRR 015 R02 120 445 1.5 R0.2 2.3 12 4 45

2HRR 015 R02 160 450 1.5 R0.2 2.3 16 4 50

2HRR 015 R02 200 450 1.5 R0.2 2.3 20 4 50

2HRR 015 R02 220 460 1.5 R0.2 2.3 22 4 60

2HRR 015 R02 250 460 1.5 R0.2 2.3 25 4 60
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 015 R03 040 445 1.5 R0.3 2.3 4 4 45

2HRR 015 R03 060 445 1.5 R0.3 2.3 6 4 45

2HRR 015 R03 060 670 1.5 R0.3 2.3 6 6 70

2HRR 015 R03 080 445 1.5 R0.3 2.3 8 4 45

2HRR 015 R03 080 670 1.5 R0.3 2.3 8 6 70

2HRR 015 R03 100 445 1.5 R0.3 2.3 10 4 45

2HRR 015 R03 100 670 1.5 R0.3 2.3 10 6 70

2HRR 015 R03 120 445 1.5 R0.3 2.3 12 4 45

2HRR 015 R03 160 450 1.5 R0.3 2.3 16 4 50

2HRR 015 R03 200 450 1.5 R0.3 2.3 20 4 50

2HRR 015 R03 220 460 1.5 R0.3 2.3 22 4 60

2HRR 015 R03 250 460 1.5 R0.3 2.3 25 4 60

2HRR 015 R05 040 445 1.5 R0.5 2.3 4 4 45

2HRR 015 R05 060 445 1.5 R0.5 2.3 6 4 45

2HRR 015 R05 080 445 1.5 R0.5 2.3 8 4 45

2HRR 015 R05 100 445 1.5 R0.5 2.3 10 4 45

2HRR 015 R05 120 445 1.5 R0.5 2.3 12 4 45

2HRR 015 R05 160 450 1.5 R0.5 2.3 16 4 50

2HRR 015 R05 200 450 1.5 R0.5 2.3 20 4 50

2HRR 015 R05 220 460 1.5 R0.5 2.3 22 4 60

2HRR 015 R05 250 460 1.5 R0.5 2.3 25 4 60

2HRR 020 R01 040 445 2 R0.1 3 4 4 45

2HRR 020 R01 060 445 2 R0.1 3 6 4 45

2HRR 020 R01 080 445 2 R0.1 3 8 4 45

2HRR 020 R01 100 445 2 R0.1 3 10 4 45

2HRR 020 R01 120 445 2 R0.1 3 12 4 45

2HRR 020 R01 160 450 2 R0.1 3 16 4 50

2HRR 020 R01 200 450 2 R0.1 3 20 4 50

2HRR 020 R01 250 460 2 R0.1 3 25 4 60

2HRR 020 R01 300 470 2 R0.1 3 30 4 70

2HRR 020 R02 040 445 2 R0.2 3 4 4 45

2HRR 020 R02 060 445 2 R0.2 3 6 4 45

2HRR 020 R02 080 445 2 R0.2 3 8 4 45

2HRR 020 R02 100 445 2 R0.2 3 10 4 45

2HRR 020 R02 120 445 2 R0.2 3 12 4 45
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 020 R02 160 450 2 R0.2 3 16 4 50

2HRR 020 R02 200 450 2 R0.2 3 20 4 50

2HRR 020 R02 250 460 2 R0.2 3 25 4 60

2HRR 020 R02 300 470 2 R0.2 3 30 4 70

2HRR 020 R03 040 445 2 R0.3 3 4 4 45

2HRR 020 R03 060 445 2 R0.3 3 6 4 45

2HRR 020 R03 080 445 2 R0.3 3 8 4 45

2HRR 020 R03 100 445 2 R0.3 3 10 4 45

2HRR 020 R03 120 445 2 R0.3 3 12 4 45

2HRR 020 R03 160 450 2 R0.3 3 16 4 50

2HRR 020 R03 200 450 2 R0.3 3 20 4 50

2HRR 020 R03 250 460 2 R0.3 3 25 4 60

2HRR 020 R03 300 470 2 R0.3 3 30 4 70

2HRR 020 R05 040 445 2 R0.5 3 4 4 45

2HRR 020 R05 060 445 2 R0.5 3 6 4 45

2HRR 020 R05 060 670 2 R0.5 3 6 6 70

2HRR 020 R05 080 445 2 R0.5 3 8 4 45

2HRR 020 R05 100 445 2 R0.5 3 10 4 45

2HRR 020 R05 100 670 2 R0.5 3 10 6 70

2HRR 020 R05 120 445 2 R0.5 3 12 4 45

2HRR 020 R05 120 670 2 R0.5 3 12 6 70

2HRR 020 R05 160 450 2 R0.5 3 16 4 50

2HRR 020 R05 160 670 2 R0.5 3 16 6 70

2HRR 020 R05 180 450 2 R0.5 3 18 4 50

2HRR 020 R05 200 450 2 R0.5 3 20 4 50

2HRR 020 R05 250 460 2 R0.5 3 25 4 60

2HRR 020 R05 300 470 2 R0.5 3 30 4 70

2HRR 025 R01 100 445 2.5 R0.1 3.8 10 4 45

2HRR 025 R01 160 450 2.5 R0.1 3.8 16 4 50

2HRR 025 R01 200 450 2.5 R0.1 3.8 20 4 50

2HRR 025 R01 250 460 2.5 R0.1 3.8 25 4 60

2HRR 025 R01 300 470 2.5 R0.1 3.8 30 4 70

2HRR 025 R02 100 445 2.5 R0.2 3.8 10 4 45

2HRR 025 R02 160 450 2.5 R0.2 3.8 16 4 50

2HRR 025 R02 200 450 2.5 R0.2 3.8 20 4 50
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 025 R02 250 460 2.5 R0.2 3.8 25 4 60

2HRR 025 R02 300 470 2.5 R0.2 3.8 30 4 70

2HRR 025 R03 100 445 2.5 R0.3 3.8 10 4 45

2HRR 025 R03 160 450 2.5 R0.3 3.8 16 4 50

2HRR 025 R03 200 450 2.5 R0.3 3.8 20 4 50

2HRR 025 R03 250 460 2.5 R0.3 3.8 25 4 60

2HRR 025 R03 300 470 2.5 R0.3 3.8 30 4 70

2HRR 025 R05 100 445 2.5 R0.5 3.8 10 4 45

2HRR 025 R05 140 450 2.5 R0.5 3.8 14 4 50

2HRR 025 R05 160 450 2.5 R0.5 3.8 16 4 50

2HRR 025 R05 180 450 2.5 R0.5 3.8 18 4 50

2HRR 025 R05 200 450 2.5 R0.5 3.8 20 4 50

2HRR 025 R05 250 460 2.5 R0.5 3.8 25 4 60

2HRR 025 R05 300 470 2.5 R0.5 3.8 30 4 70

2HRR 025 R10 100 445 2.5 R1.0 3.8 10 4 45

2HRR 030 R01 080 650 3 R0.1 4.5 8 6 50

2HRR 030 R01 100 650 3 R0.1 4.5 10 6 50

2HRR 030 R01 120 650 3 R0.1 4.5 12 6 50

2HRR 030 R01 160 660 3 R0.1 4.5 16 6 60

2HRR 030 R01 200 660 3 R0.1 4.5 20 6 60

2HRR 030 R01 250 665 3 R0.1 4.5 25 6 65

2HRR 030 R01 300 670 3 R0.1 4.5 30 6 70

2HRR 030 R01 350 680 3 R0.1 4.5 35 6 80

2HRR 030 R01 400 680 3 R0.1 4.5 40 6 80

2HRR 030 R02 080 650 3 R0.2 4.5 8 6 50

2HRR 030 R02 100 650 3 R0.2 4.5 10 6 50

2HRR 030 R02 120 650 3 R0.2 4.5 12 6 50

2HRR 030 R02 160 660 3 R0.2 4.5 16 6 60

2HRR 030 R02 200 660 3 R0.2 4.5 20 6 60

2HRR 030 R02 250 665 3 R0.2 4.5 25 6 65

2HRR 030 R02 300 670 3 R0.2 4.5 30 6 70

2HRR 030 R02 350 680 3 R0.2 4.5 35 6 80

2HRR 030 R02 400 680 3 R0.2 4.5 40 6 80

2HRR 030 R03 080 650 3 R0.3 4.5 8 6 50

2HRR 030 R03 100 650 3 R0.3 4.5 10 6 50
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 030 R03 120 650 3 R0.3 4.5 12 6 50

2HRR 030 R03 160 660 3 R0.3 4.5 16 6 60

2HRR 030 R03 200 660 3 R0.3 4.5 20 6 60

2HRR 030 R03 250 665 3 R0.3 4.5 25 6 65

2HRR 030 R03 300 670 3 R0.3 4.5 30 6 70

2HRR 030 R03 350 680 3 R0.3 4.5 35 6 80

2HRR 030 R03 400 680 3 R0.3 4.5 40 6 80

2HRR 030 R05 080 650 3 R0.5 4.5 8 6 50

2HRR 030 R05 080 675 3 R0.5 4.5 8 6 75

2HRR 030 R05 100 650 3 R0.5 4.5 10 6 50

2HRR 030 R05 120 650 3 R0.5 4.5 12 6 50

2HRR 030 R05 120 675 3 R0.5 4.5 12 6 75

2HRR 030 R05 160 660 3 R0.5 4.5 16 6 60

2HRR 030 R05 200 660 3 R0.5 4.5 20 6 60

2HRR 030 R05 200 675 3 R0.5 4.5 20 6 75

2HRR 030 R05 250 665 3 R0.5 4.5 25 6 65

2HRR 030 R05 300 670 3 R0.5 4.5 30 6 70

2HRR 030 R05 350 680 3 R0.5 4.5 35 6 80

2HRR 030 R05 400 680 3 R0.5 4.5 40 6 80

2HRR 030 R10 080 650 3 R1.0 4.5 8 6 50

2HRR 030 R10 100 650 3 R1.0 4.5 10 6 50

2HRR 030 R10 120 650 3 R1.0 4.5 12 6 50

2HRR 030 R10 160 660 3 R1.0 4.5 16 6 60

2HRR 030 R10 200 660 3 R1.0 4.5 20 6 60

2HRR 030 R10 250 665 3 R1.0 4.5 25 6 65

2HRR 030 R10 300 670 3 R1.0 4.5 30 6 70

2HRR 030 R10 350 680 3 R1.0 4.5 35 6 80

2HRR 030 R10 400 680 3 R1.0 4.5 40 6 80

2HRR 040 R01 080 650 4 R0.1 6 8 6 50

2HRR 040 R01 100 650 4 R0.1 6 10 6 50

2HRR 040 R01 120 650 4 R0.1 6 12 6 50

2HRR 040 R01 160 660 4 R0.1 6 16 6 60

2HRR 040 R01 200 660 4 R0.1 6 20 6 60

2HRR 040 R01 250 665 4 R0.1 6 25 6 65

2HRR 040 R01 300 670 4 R0.1 6 30 6 70
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Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 040 R01 350 680 4 R0.1 6 35 6 80

2HRR 040 R01 400 680 4 R0.1 6 40 6 80

2HRR 040 R01 450 690 4 R0.1 6 45 6 90

2HRR 040 R01 500 6A0 4 R0.1 6 50 6 100

2HRR 040 R02 080 650 4 R0.2 6 8 6 50

2HRR 040 R02 100 650 4 R0.2 6 10 6 50

2HRR 040 R02 120 650 4 R0.2 6 12 6 50

2HRR 040 R02 160 660 4 R0.2 6 16 6 60

2HRR 040 R02 200 660 4 R0.2 6 20 6 60

2HRR 040 R02 250 665 4 R0.2 6 25 6 65

2HRR 040 R02 300 670 4 R0.2 6 30 6 70

2HRR 040 R02 350 680 4 R0.2 6 35 6 80

2HRR 040 R02 400 680 4 R0.2 6 40 6 80

2HRR 040 R02 450 690 4 R0.2 6 45 6 90

2HRR 040 R02 500 6A0 4 R0.2 6 50 6 100

2HRR 040 R03 080 650 4 R0.3 6 8 6 50

2HRR 040 R03 100 650 4 R0.3 6 10 6 50

2HRR 040 R03 120 650 4 R0.3 6 12 6 50

2HRR 040 R03 160 660 4 R0.3 6 16 6 60

2HRR 040 R03 200 660 4 R0.3 6 20 6 60

2HRR 040 R03 250 665 4 R0.3 6 25 6 65

2HRR 040 R03 300 670 4 R0.3 6 30 6 70

2HRR 040 R03 350 680 4 R0.3 6 35 6 80

2HRR 040 R03 400 680 4 R0.3 6 40 6 80

2HRR 040 R03 450 690 4 R0.3 6 45 6 90

2HRR 040 R03 500 6A0 4 R0.3 6 50 6 100

2HRR 040 R05 080 650 4 R0.5 6 8 6 50

2HRR 040 R05 100 650 4 R0.5 6 10 6 50

2HRR 040 R05 120 650 4 R0.5 6 12 6 50

2HRR 040 R05 120 675 4 R0.5 6 12 6 75

2HRR 040 R05 160 660 4 R0.5 6 16 6 60

2HRR 040 R05 200 660 4 R0.5 6 20 6 60

2HRR 040 R05 200 675 4 R0.5 6 20 6 75

2HRR 040 R05 250 665 4 R0.5 6 25 6 65

2HRR 040 R05 250 675 4 R0.5 6 25 6 75

2 Flutes Rib Corner Radius End Mills
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 040 R05 300 670 4 R0.5 6 30 6 70

2HRR 040 R05 350 680 4 R0.5 6 35 6 80

2HRR 040 R05 400 680 4 R0.5 6 40 6 80

2HRR 040 R05 450 690 4 R0.5 6 45 6 90

2HRR 040 R05 500 6A0 4 R0.5 6 50 6 100

2HRR 040 R10 080 650 4 R1.0 6 8 6 50

2HRR 040 R10 100 650 4 R1.0 6 10 6 50

2HRR 040 R10 120 650 4 R1.0 6 12 6 50

2HRR 040 R10 120 675 4 R1.0 6 12 6 75

2HRR 040 R10 160 660 4 R1.0 6 16 6 60

2HRR 040 R10 200 660 4 R1.0 6 20 6 60

2HRR 040 R10 250 665 4 R1.0 6 25 6 65

2HRR 040 R10 300 670 4 R1.0 6 30 6 70

2HRR 040 R10 350 680 4 R1.0 6 35 6 80

2HRR 040 R10 400 680 4 R1.0 6 40 6 80

2HRR 040 R10 450 690 4 R1.0 6 45 6 90

2HRR 040 R10 500 6A0 4 R1.0 6 50 6 100

2HRR 050 R02 150 660 5 R0.2 7.5 15 6 60

2HRR 050 R02 250 665 5 R0.2 7.5 25 6 65

2HRR 050 R02 300 670 5 R0.2 7.5 30 6 70

2HRR 050 R02 400 680 5 R0.2 7.5 40 6 80

2HRR 050 R02 500 6A0 5 R0.2 7.5 50 6 100

2HRR 050 R05 180 660 5 R0.5 7.5 18 6 60

2HRR 050 R05 250 665 5 R0.5 7.5 25 6 65

2HRR 050 R05 300 670 5 R0.5 7.5 30 6 70

2HRR 050 R05 400 680 5 R0.5 7.5 40 6 80

2HRR 050 R05 500 6A0 5 R0.5 7.5 50 6 100

2HRR 050 R10 180 660 5 R1.0 7.5 18 6 60

2HRR 050 R10 250 665 5 R1.0 7.5 25 6 65

2HRR 050 R10 300 670 5 R1.0 7.5 30 6 70

2HRR 050 R10 400 680 5 R1.0 7.5 40 6 80

2HRR 050 R10 500 6A0 5 R1.0 7.5 50 6 100

2HRR 060 R01 200 660 6 R0.1 9 20 6 60

2HRR 060 R01 400 690 6 R0.1 9 40 6 90

2HRR 060 R02 200 660 6 R0.2 9 20 6 60

2 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ PAGE

No.2452 30°
CR



 unit(mm)

066

HR
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-

P
R

O
A

B
S

D
-P

R
O

S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助
⿫侧

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 060 R02 400 690 6 R0.2 9 40 6 90

2HRR 060 R03 200 660 6 R0.3 9 20 6 60

2HRR 060 R03 400 690 6 R0.3 9 40 6 90

2HRR 060 R05 200 660 6 R0.5 9 20 6 60

2HRR 060 R05 400 690 6 R0.5 9 40 6 90

2HRR 060 R10 200 660 6 R1.0 9 20 6 60

2HRR 060 R10 400 690 6 R1.0 9 40 6 90

2HRR 060 R15 200 660 6 R1.5 9 20 6 60

2HRR 060 R15 400 690 6 R1.5 9 40 6 90

2HRR 080 R02 240 865 8 R0.2 12 24 8 65

2HRR 080 R02 400 8A0 8 R0.2 12 40 8 100

2HRR 080 R03 240 865 8 R0.3 12 24 8 65

2HRR 080 R03 400 8A0 8 R0.3 12 40 8 100

2HRR 080 R05 240 865 8 R0.5 12 24 8 65

2HRR 080 R05 240 880 8 R0.5 12 24 8 80

2HRR 080 R05 400 8A0 8 R0.5 12 40 8 100

2HRR 080 R10 240 865 8 R1.0 12 24 8 65

2HRR 080 R10 240 880 8 R1.0 12 24 8 80

2HRR 080 R10 400 8A0 8 R1.0 12 40 8 100

2HRR 080 R15 240 865 8 R1.5 12 24 8 65

2HRR 080 R15 400 8A0 8 R1.5 12 40 8 100

2HRR 080 R20 240 865 8 R2.0 12 24 8 65

2HRR 100 R02 300 A70 10 R0.2 15 30 10 70

2HRR 100 R02 400 AA0 10 R0.2 15 40 10 100

2HRR 100 R03 300 A70 10 R0.3 15 30 10 70

2HRR 100 R03 400 AA0 10 R0.3 15 40 10 100

2HRR 100 R05 300 A70 10 R0.5 15 30 10 70

2HRR 100 R05 400 AA0 10 R0.5 15 40 10 100

2HRR 100 R10 300 A70 10 R1.0 15 30 10 70

2HRR 100 R10 400 AA0 10 R1.0 15 40 10 100

2HRR 100 R15 300 A70 10 R1.5 15 30 10 70

2HRR 100 R15 400 AA0 10 R1.5 15 40 10 100

2HRR 100 R20 300 A70 10 R2.0 15 30 10 70

2HRR 100 R20 400 AA0 10 R2.0 15 40 10 100

2HRR 120 R02 300 C80 12 R0.2 18 30 12 80

2 Flutes Rib Corner Radius End Mills
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRR 120 R02 500 CB0 12 R0.2 18 50 12 110

2HRR 120 R03 300 C80 12 R0.3 18 30 12 80

2HRR 120 R03 500 CB0 12 R0.3 18 50 12 110

2HRR 120 R05 300 C80 12 R0.5 18 30 12 80

2HRR 120 R05 500 CB0 12 R0.5 18 50 12 110

2HRR 120 R10 300 C80 12 R1.0 18 30 12 80

2HRR 120 R10 500 CB0 12 R1.0 18 50 12 110

2HRR 120 R15 300 C80 12 R1.5 18 30 12 80

2HRR 120 R15 500 CB0 12 R1.5 18 50 12 110

2HRR 120 R20 300 C80 12 R2.0 18 30 12 80

2HRR 120 R20 500 CB0 12 R2.0 18 50 12 110

2HRR 120 R30 300 C80 12 R3.0 18 30 12 80

2HRR 120 R30 500 CB0 12 R3.0 18 50 12 110

2HRR 160 R05 400 GB0 16 R0.5 24 40 16 110

2HRR 160 R05 400 GF0 16 R0.5 24 40 16 150

2HRR 160 R10 400 GB0 16 R1.0 24 40 16 110

2HRR 160 R10 400 GF0 16 R1.0 24 40 16 150

2 Flutes Rib Corner Radius End Mills
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HCR 002 R002 004 445 0.2 R0.02 0.4 4 45

2HCR 002 R005 004 445 0.2 R0.05 0.4 4 45

2HCR 003 R002 006 445 0.3 R0.02 0.6 4 45

2HCR 003 R005 006 445 0.3 R0.05 0.6 4 45

2HCR 003 R01 006 445 0.3 R0.1 0.6 4 45

2HCR 004 R002 008 445 0.4 R0.02 0.8 4 45

2HCR 004 R005 008 445 0.4 R0.05 0.8 4 45

2HCR 004 R01 008 445 0.4 R0.1 0.8 4 45

2HCR 005 R002 010 445 0.5 R0.02 1 4 45

2HCR 005 R005 010 445 0.5 R0.05 1 4 45

2HCR 005 R01 010 445 0.5 R0.1 1 4 45

2HCR 006 R002 012 445 0.6 R0.02 1.2 4 45

2HCR 006 R005 012 445 0.6 R0.05 1.2 4 45

2HCR 006 R01 012 445 0.6 R0.1 1.2 4 45

2HCR 006 R02 012 445 0.6 R0.2 1.2 4 45

2HCR 007 R005 014 445 0.7 R0.05 1.4 4 45

2HCR 007 R01 014 445 0.7 R0.1 1.4 4 45

2HCR 007 R02 014 445 0.7 R0.2 1.4 4 45

2HCR 008 R002 016 445 0.8 R0.02 1.6 4 45

2HCR 008 R005 016 445 0.8 R0.05 1.6 4 45

2HCR 008 R01 016 445 0.8 R0.1 1.6 4 45

2HCR 008 R02 016 445 0.8 R0.2 1.6 4 45

2HCR 009 R005 018 445 0.9 R0.05 1.8 4 45

2HCR 009 R01 018 445 0.9 R0.1 1.8 4 45

2HCR 010 R002 025 445 1 R0.02 2.5 4 45

PAGE

No.2452 30°
CR



 unit(mm)

069

H

R
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-P

R
O

A
B

S
D

-P
R

O
S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助⿫侧

2 Flutes Corner Radius End Mills
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HCR 010 R005 025 445 1 R0.05 2.5 4 45

2HCR 010 R01 025 445 1 R0.1 2.5 4 45

2HCR 010 R02 025 445 1 R0.2 2.5 4 45

2HCR 010 R03 025 445 1 R0.3 2.5 4 45

2HCR 012 R002 032 445 1.2 R0.02 3.2 4 45

2HCR 012 R005 032 445 1.2 R0.05 3.2 4 45

2HCR 012 R01 032 445 1.2 R0.1 3.2 4 45

2HCR 012 R02 032 445 1.2 R0.2 3.2 4 45

2HCR 012 R03 032 445 1.2 R0.3 3.2 4 45

2HCR 015 R002 040 445 1.5 R0.02 4 4 45

2HCR 015 R005 040 445 1.5 R0.05 4 4 45

2HCR 015 R01 040 445 1.5 R0.1 4 4 45

2HCR 015 R02 040 445 1.5 R0.2 4 4 45

2HCR 015 R03 040 445 1.5 R0.3 4 4 45

2HCR 015 R05 040 445 1.5 R0.5 4 4 45

2HCR 020 R002 060 445 2 R0.02 6 4 45

2HCR 020 R005 060 445 2 R0.05 6 4 45

2HCR 020 R01 060 445 2 R0.1 6 4 45

2HCR 020 R02 060 445 2 R0.2 6 4 45

2HCR 020 R03 060 445 2 R0.3 6 4 45

2HCR 020 R05 060 445 2 R0.5 6 4 45

2HCR 025 R005 060 450 2.5 R0.05 6 4 50

2HCR 025 R01 060 450 2.5 R0.1 6 4 50

2HCR 025 R02 060 450 2.5 R0.2 6 4 50

2HCR 025 R03 060 450 2.5 R0.3 6 4 50

2HCR 025 R05 060 450 2.5 R0.5 6 4 50

2HCR 030 R005 080 660 3 R0.05 8 6 60

2HCR 030 R01 080 660 3 R0.1 8 6 60

2HCR 030 R02 080 660 3 R0.2 8 6 60

2HCR 030 R03 080 660 3 R0.3 8 6 60

2HCR 030 R05 080 660 3 R0.5 8 6 60

2HCR 030 R10 080 660 3 R1.0 8 6 60

2HCR 035 R01 090 670 3.5 R0.1 9 6 70

2HCR 035 R02 090 670 3.5 R0.2 9 6 70

2HCR 035 R03 090 670 3.5 R0.3 9 6 70
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2 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HCR 035 R05 090 670 3.5 R0.5 9 6 70

2HCR 035 R10 090 670 3.5 R1.0 9 6 70

2HCR 040 R005 100 460 4 R0.05 10 4 60

2HCR 040 R005 100 670 4 R0.05 10 6 70

2HCR 040 R01 100 460 4 R0.1 10 4 60

2HCR 040 R01 100 670 4 R0.1 10 6 70

2HCR 040 R02 100 460 4 R0.2 10 4 60

2HCR 040 R02 100 670 4 R0.2 10 6 70

2HCR 040 R03 100 460 4 R0.3 10 4 60

2HCR 040 R03 100 670 4 R0.3 10 6 70

2HCR 040 R05 100 460 4 R0.5 10 4 60

2HCR 040 R05 100 670 4 R0.5 10 6 70

2HCR 040 R10 100 460 4 R1.0 10 4 60

2HCR 040 R10 100 670 4 R1.0 10 6 70

2HCR 045 R01 110 675 4.5 R0.1 11 6 75

2HCR 045 R02 110 675 4.5 R0.2 11 6 75

2HCR 045 R03 110 675 4.5 R0.3 11 6 75

2HCR 045 R05 110 675 4.5 R0.5 11 6 75

2HCR 050 R01 130 675 5 R0.1 13 6 75

2HCR 050 R02 130 675 5 R0.2 13 6 75

2HCR 050 R03 130 675 5 R0.3 13 6 75

2HCR 050 R05 130 675 5 R0.5 13 6 75

2HCR 050 R10 130 675 5 R1.0 13 6 75

2HCR 060 R005 110 660 6 R0.05 11 6 60

2HCR 060 R005 130 690 6 R0.05 13 6 90

2HCR 060 R01 110 660 6 R0.1 11 6 60

2HCR 060 R01 130 690 6 R0.1 13 6 90

2HCR 060 R02 110 660 6 R0.2 11 6 60

2HCR 060 R02 130 690 6 R0.2 13 6 90

2HCR 060 R03 110 660 6 R0.3 11 6 60

2HCR 060 R03 130 690 6 R0.3 13 6 90

2HCR 060 R05 110 660 6 R0.5 11 6 60

2HCR 060 R05 130 690 6 R0.5 13 6 90

2HCR 060 R10 110 660 6 R1.0 11 6 60

2HCR 060 R10 130 690 6 R1.0 13 6 90
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2 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HCR 060 R15 110 660 6 R1.5 11 6 60

2HCR 060 R15 130 690 6 R1.5 13 6 90

2HCR 060 R20 110 660 6 R2.0 11 6 60

2HCR 060 R20 130 690 6 R2.0 13 6 90

2HCR 060 R25 130 690 6 R2.5 13 6 90

2HCR 080 R01 160 870 8 R0.1 16 8 70

2HCR 080 R01 190 8A0 8 R0.1 19 8 100

2HCR 080 R02 160 870 8 R0.2 16 8 70

2HCR 080 R02 190 8A0 8 R0.2 19 8 100

2HCR 080 R03 160 870 8 R0.3 16 8 70

2HCR 080 R03 190 8A0 8 R0.3 19 8 100

2HCR 080 R05 160 870 8 R0.5 16 8 70

2HCR 080 R05 190 8A0 8 R0.5 19 8 100

2HCR 080 R10 160 870 8 R1.0 16 8 70

2HCR 080 R10 190 8A0 8 R1.0 19 8 100

2HCR 080 R15 160 870 8 R1.5 16 8 70

2HCR 080 R15 190 8A0 8 R1.5 19 8 100

2HCR 080 R20 160 870 8 R2.0 16 8 70

2HCR 080 R20 190 8A0 8 R2.0 19 8 100

2HCR 080 R25 190 8A0 8 R2.5 19 8 100

2HCR 080 R30 190 8A0 8 R3.0 19 8 100

2HCR 080 R35 190 8A0 8 R3.5 19 8 100

2HCR 100 R01 190 A75 10 R0.1 19 10 75

2HCR 100 R01 220 AA0 10 R0.1 22 10 100

2HCR 100 R02 190 A75 10 R0.2 19 10 75

2HCR 100 R02 220 AA0 10 R0.2 22 10 100

2HCR 100 R03 190 A75 10 R0.3 19 10 75

2HCR 100 R03 220 AA0 10 R0.3 22 10 100

2HCR 100 R05 190 A75 10 R0.5 19 10 75

2HCR 100 R05 220 AA0 10 R0.5 22 10 100

2HCR 100 R10 190 A75 10 R1.0 19 10 75

2HCR 100 R10 220 AA0 10 R1.0 22 10 100

2HCR 100 R15 190 A75 10 R1.5 19 10 75

2HCR 100 R15 220 AA0 10 R1.5 22 10 100

2HCR 100 R20 190 A75 10 R2.0 19 10 75
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2 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HCR 100 R20 220 AA0 10 R2.0 22 10 100

2HCR 100 R25 220 AA0 10 R2.5 22 10 100

2HCR 100 R30 220 AA0 10 R3.0 22 10 100

2HCR 100 R40 220 AA0 10 R4.0 22 10 100

2HCR 120 R01 220 C80 12 R0.1 22 12 80

2HCR 120 R01 260 CB0 12 R0.1 26 12 110

2HCR 120 R02 220 C80 12 R0.2 22 12 80

2HCR 120 R02 260 CB0 12 R0.2 26 12 110

2HCR 120 R03 220 C80 12 R0.3 22 12 80

2HCR 120 R03 260 CB0 12 R0.3 26 12 110

2HCR 120 R05 220 C80 12 R0.5 22 12 80

2HCR 120 R05 260 CB0 12 R0.5 26 12 110

2HCR 120 R05 260 CD0 12 R0.5 26 12 130

2HCR 120 R10 220 C80 12 R1.0 22 12 80

2HCR 120 R10 260 CB0 12 R1.0 26 12 110

2HCR 120 R10 260 CD0 12 R1.0 26 12 130

2HCR 120 R15 220 C80 12 R1.5 22 12 80

2HCR 120 R15 260 CB0 12 R1.5 26 12 110

2HCR 120 R15 260 CD0 12 R1.5 26 12 130

2HCR 120 R20 220 C80 12 R2.0 22 12 80

2HCR 120 R20 260 CB0 12 R2.0 26 12 110

2HCR 120 R20 260 CD0 12 R2.0 26 12 130

2HCR 120 R25 260 CB0 12 R2.5 26 12 110

2HCR 120 R30 260 CB0 12 R3.0 26 12 110

2HCR 120 R40 260 CB0 12 R4.0 26 12 110

2HCR 120 R50 260 CB0 12 R5.0 26 12 110

2HCR 160 R05 320 GB0 16 R0.5 32 16 110

2HCR 160 R05 320 GF0 16 R0.5 32 16 150

2HCR 160 R10 320 GB0 16 R1.0 32 16 110

2HCR 160 R10 320 GF0 16 R1.0 32 16 150

2HCR 160 R15 320 GB0 16 R1.5 32 16 110

2HCR 160 R20 320 GB0 16 R2.0 32 16 110

2HCR 160 R30 320 GB0 16 R3.0 32 16 110

2HCR 200 R05 380 KB0 20 R0.5 38 20 110

2HCR 200 R05 380 KF0 20 R0.5 38 20 150
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�㕐ⴉꟋ㘗

2 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HCR 200 R10 380 KB0 20 R1.0 38 20 110

2HCR 200 R10 380 KF0 20 R1.0 38 20 150

2HCR 200 R15 380 KB0 20 R1.5 38 20 110

2HCR 200 R20 380 KB0 20 R2.0 38 20 110

2HCR 200 R30 380 KB0 20 R3.0 38 20 110

PAGE

No.2452 30°
CR



 unit(mm)

074

HR
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-

P
R

O
A

B
S

D
-P

R
O

S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助
⿫侧

4HRR
4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 008 R002 020 445 0.8 R0.02 1.2 2 4 45

4HRR 008 R002 040 445 0.8 R0.02 1.2 4 4 45

4HRR 008 R002 060 445 0.8 R0.02 1.2 6 4 45

4HRR 008 R002 080 445 0.8 R0.02 1.2 8 4 45

4HRR 008 R002 100 445 0.8 R0.02 1.2 10 4 45

4HRR 008 R005 020 445 0.8 R0.05 1.2 2 4 45

4HRR 008 R005 040 445 0.8 R0.05 1.2 4 4 45

4HRR 008 R005 060 445 0.8 R0.05 1.2 6 4 45

4HRR 008 R005 080 445 0.8 R0.05 1.2 8 4 45

4HRR 008 R005 100 445 0.8 R0.05 1.2 10 4 45

4HRR 008 R01 020 445 0.8 R0.1 1.2 2 4 45

4HRR 008 R01 040 445 0.8 R0.1 1.2 4 4 45

4HRR 008 R01 060 445 0.8 R0.1 1.2 6 4 45

4HRR 008 R01 080 445 0.8 R0.1 1.2 8 4 45

4HRR 008 R01 100 445 0.8 R0.1 1.2 10 4 45

4HRR 010 R002 040 445 1 R0.02 1.5 4 4 45

4HRR 010 R002 060 445 1 R0.02 1.5 6 4 45

4HRR 010 R002 080 445 1 R0.02 1.5 8 4 45

4HRR 010 R002 100 445 1 R0.02 1.5 10 4 45

4HRR 010 R002 120 445 1 R0.02 1.5 12 4 45

4HRR 010 R002 160 450 1 R0.02 1.5 16 4 50

4HRR 010 R002 200 450 1 R0.02 1.5 20 4 50

4HRR 010 R005 040 445 1 R0.05 1.5 4 4 45

4HRR 010 R005 060 445 1 R0.05 1.5 6 4 45

4HRR 010 R005 080 445 1 R0.05 1.5 8 4 45
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 010 R005 100 445 1 R0.05 1.5 10 4 45

4HRR 010 R005 120 445 1 R0.05 1.5 12 4 45

4HRR 010 R005 160 450 1 R0.05 1.5 16 4 50

4HRR 010 R005 200 450 1 R0.05 1.5 20 4 50

4HRR 010 R01 040 445 1 R0.1 1.5 4 4 45

4HRR 010 R01 060 445 1 R0.1 1.5 6 4 45

4HRR 010 R01 080 445 1 R0.1 1.5 8 4 45

4HRR 010 R01 100 445 1 R0.1 1.5 10 4 45

4HRR 010 R01 120 445 1 R0.1 1.5 12 4 45

4HRR 010 R01 160 450 1 R0.1 1.5 16 4 50

4HRR 010 R01 200 450 1 R0.1 1.5 20 4 50

4HRR 010 R02 040 445 1 R0.2 1.5 4 4 45

4HRR 010 R02 060 445 1 R0.2 1.5 6 4 45

4HRR 010 R02 080 445 1 R0.2 1.5 8 4 45

4HRR 010 R02 100 445 1 R0.2 1.5 10 4 45

4HRR 010 R02 120 445 1 R0.2 1.5 12 4 45

4HRR 010 R02 160 450 1 R0.2 1.5 16 4 50

4HRR 010 R02 200 450 1 R0.2 1.5 20 4 50

4HRR 010 R03 040 445 1 R0.3 1.5 4 4 45

4HRR 010 R03 060 445 1 R0.3 1.5 6 4 45

4HRR 010 R03 080 445 1 R0.3 1.5 8 4 45

4HRR 010 R03 100 445 1 R0.3 1.5 10 4 45

4HRR 010 R03 120 445 1 R0.3 1.5 12 4 45

4HRR 010 R03 160 450 1 R0.3 1.5 16 4 50

4HRR 010 R03 200 450 1 R0.3 1.5 20 4 50

4HRR 012 R002 040 445 1.2 R0.02 1.8 4 4 45

4HRR 012 R002 060 445 1.2 R0.02 1.8 6 4 45

4HRR 012 R002 080 445 1.2 R0.02 1.8 8 4 45

4HRR 012 R002 100 445 1.2 R0.02 1.8 10 4 45

4HRR 012 R002 120 445 1.2 R0.02 1.8 12 4 45

4HRR 012 R002 160 450 1.2 R0.02 1.8 16 4 50

4HRR 012 R002 200 450 1.2 R0.02 1.8 20 4 50

4HRR 012 R005 040 445 1.2 R0.05 1.8 4 4 45

4HRR 012 R005 060 445 1.2 R0.05 1.8 6 4 45

4HRR 012 R005 080 445 1.2 R0.05 1.8 8 4 45
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 012 R005 100 445 1.2 R0.05 1.8 10 4 45

4HRR 012 R005 120 445 1.2 R0.05 1.8 12 4 45

4HRR 012 R005 160 450 1.2 R0.05 1.8 16 4 50

4HRR 012 R005 200 450 1.2 R0.05 1.8 20 4 50

4HRR 012 R01 040 445 1.2 R0.1 1.8 4 4 45

4HRR 012 R01 060 445 1.2 R0.1 1.8 6 4 45

4HRR 012 R01 080 445 1.2 R0.1 1.8 8 4 45

4HRR 012 R01 100 445 1.2 R0.1 1.8 10 4 45

4HRR 012 R01 120 445 1.2 R0.1 1.8 12 4 45

4HRR 012 R01 160 450 1.2 R0.1 1.8 16 4 50

4HRR 012 R01 200 450 1.2 R0.1 1.8 20 4 50

4HRR 012 R02 040 445 1.2 R0.2 1.8 4 4 45

4HRR 012 R02 060 445 1.2 R0.2 1.8 6 4 45

4HRR 012 R02 080 445 1.2 R0.2 1.8 8 4 45

4HRR 012 R02 100 445 1.2 R0.2 1.8 10 4 45

4HRR 012 R02 120 445 1.2 R0.2 1.8 12 4 45

4HRR 012 R02 160 450 1.2 R0.2 1.8 16 4 50

4HRR 012 R02 200 450 1.2 R0.2 1.8 20 4 50

4HRR 012 R03 040 445 1.2 R0.3 1.8 4 4 45

4HRR 012 R03 060 445 1.2 R0.3 1.8 6 4 45

4HRR 012 R03 080 445 1.2 R0.3 1.8 8 4 45

4HRR 012 R03 100 445 1.2 R0.3 1.8 10 4 45

4HRR 012 R03 120 445 1.2 R0.3 1.8 12 4 45

4HRR 012 R03 160 450 1.2 R0.3 1.8 16 4 50

4HRR 012 R03 200 450 1.2 R0.3 1.8 20 4 50

4HRR 015 R002 040 445 1.5 R0.02 2.3 4 4 45

4HRR 015 R002 060 445 1.5 R0.02 2.3 6 4 45

4HRR 015 R002 080 445 1.5 R0.02 2.3 8 4 45

4HRR 015 R002 100 445 1.5 R0.02 2.3 10 4 45

4HRR 015 R002 120 445 1.5 R0.02 2.3 12 4 45

4HRR 015 R002 160 450 1.5 R0.02 2.3 16 4 50

4HRR 015 R002 200 450 1.5 R0.02 2.3 20 4 50

4HRR 015 R002 220 460 1.5 R0.02 2.3 22 4 60

4HRR 015 R002 250 460 1.5 R0.02 2.3 25 4 60

4HRR 015 R005 040 445 1.5 R0.05 2.3 4 4 45
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 015 R005 060 445 1.5 R0.05 2.3 6 4 45

4HRR 015 R005 080 445 1.5 R0.05 2.3 8 4 45

4HRR 015 R005 100 445 1.5 R0.05 2.3 10 4 45

4HRR 015 R005 120 445 1.5 R0.05 2.3 12 4 45

4HRR 015 R005 160 450 1.5 R0.05 2.3 16 4 50

4HRR 015 R005 200 450 1.5 R0.05 2.3 20 4 50

4HRR 015 R005 220 460 1.5 R0.05 2.3 22 4 60

4HRR 015 R005 250 460 1.5 R0.05 2.3 25 4 60

4HRR 015 R01 040 445 1.5 R0.1 2.3 4 4 45

4HRR 015 R01 060 445 1.5 R0.1 2.3 6 4 45

4HRR 015 R01 080 445 1.5 R0.1 2.3 8 4 45

4HRR 015 R01 100 445 1.5 R0.1 2.3 10 4 45

4HRR 015 R01 120 445 1.5 R0.1 2.3 12 4 45

4HRR 015 R01 160 450 1.5 R0.1 2.3 16 4 50

4HRR 015 R01 200 450 1.5 R0.1 2.3 20 4 50

4HRR 015 R01 220 460 1.5 R0.1 2.3 22 4 60

4HRR 015 R01 250 460 1.5 R0.1 2.3 25 4 60

4HRR 015 R02 040 445 1.5 R0.2 2.3 4 4 45

4HRR 015 R02 060 445 1.5 R0.2 2.3 6 4 45

4HRR 015 R02 080 445 1.5 R0.2 2.3 8 4 45

4HRR 015 R02 100 445 1.5 R0.2 2.3 10 4 45

4HRR 015 R02 120 445 1.5 R0.2 2.3 12 4 45

4HRR 015 R02 160 450 1.5 R0.2 2.3 16 4 50

4HRR 015 R02 200 450 1.5 R0.2 2.3 20 4 50

4HRR 015 R02 220 460 1.5 R0.2 2.3 22 4 60

4HRR 015 R02 250 460 1.5 R0.2 2.3 25 4 60

4HRR 015 R03 040 445 1.5 R0.3 2.3 4 4 45

4HRR 015 R03 060 445 1.5 R0.3 2.3 6 4 45

4HRR 015 R03 080 445 1.5 R0.3 2.3 8 4 45

4HRR 015 R03 100 445 1.5 R0.3 2.3 10 4 45

4HRR 015 R03 120 445 1.5 R0.3 2.3 12 4 45

4HRR 015 R03 160 450 1.5 R0.3 2.3 16 4 50

4HRR 015 R03 200 450 1.5 R0.3 2.3 20 4 50

4HRR 015 R03 220 460 1.5 R0.3 2.3 22 4 60

4HRR 015 R03 250 460 1.5 R0.3 2.3 25 4 60
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 015 R05 040 445 1.5 R0.5 2.3 4 4 45

4HRR 015 R05 060 445 1.5 R0.5 2.3 6 4 45

4HRR 015 R05 080 445 1.5 R0.5 2.3 8 4 45

4HRR 015 R05 100 445 1.5 R0.5 2.3 10 4 45

4HRR 015 R05 120 445 1.5 R0.5 2.3 12 4 45

4HRR 015 R05 160 450 1.5 R0.5 2.3 16 4 50

4HRR 015 R05 200 450 1.5 R0.5 2.3 20 4 50

4HRR 015 R05 220 460 1.5 R0.5 2.3 22 4 60

4HRR 015 R05 250 460 1.5 R0.5 2.3 25 4 60

4HRR 020 R002 040 445 2 R0.02 3 4 4 45

4HRR 020 R002 060 445 2 R0.02 3 6 4 45

4HRR 020 R002 080 445 2 R0.02 3 8 4 45

4HRR 020 R002 100 445 2 R0.02 3 10 4 45

4HRR 020 R002 120 445 2 R0.02 3 12 4 45

4HRR 020 R002 140 450 2 R0.02 3 14 4 50

4HRR 020 R002 160 450 2 R0.02 3 16 4 50

4HRR 020 R002 180 450 2 R0.02 3 18 4 50

4HRR 020 R002 200 450 2 R0.02 3 20 4 50

4HRR 020 R002 220 460 2 R0.02 3 22 4 60

4HRR 020 R002 250 460 2 R0.02 3 25 4 60

4HRR 020 R002 300 470 2 R0.02 3 30 4 70

4HRR 020 R002 350 470 2 R0.02 3 35 4 70

4HRR 020 R005 040 445 2 R0.05 3 4 4 45

4HRR 020 R005 060 445 2 R0.05 3 6 4 45

4HRR 020 R005 080 445 2 R0.05 3 8 4 45

4HRR 020 R005 100 445 2 R0.05 3 10 4 45

4HRR 020 R005 120 445 2 R0.05 3 12 4 45

4HRR 020 R005 140 450 2 R0.05 3 14 4 50

4HRR 020 R005 160 450 2 R0.05 3 16 4 50

4HRR 020 R005 180 450 2 R0.05 3 18 4 50

4HRR 020 R005 200 450 2 R0.05 3 20 4 50

4HRR 020 R005 220 460 2 R0.05 3 22 4 60

4HRR 020 R005 250 460 2 R0.05 3 25 4 60

4HRR 020 R005 300 470 2 R0.05 3 30 4 70

4HRR 020 R005 350 470 2 R0.05 3 35 4 70
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 020 R01 040 445 2 R0.1 3 4 4 45

4HRR 020 R01 060 445 2 R0.1 3 6 4 45

4HRR 020 R01 080 445 2 R0.1 3 8 4 45

4HRR 020 R01 100 445 2 R0.1 3 10 4 45

4HRR 020 R01 120 445 2 R0.1 3 12 4 45

4HRR 020 R01 140 450 2 R0.1 3 14 4 50

4HRR 020 R01 160 450 2 R0.1 3 16 4 50

4HRR 020 R01 180 450 2 R0.1 3 18 4 50

4HRR 020 R01 200 450 2 R0.1 3 20 4 50

4HRR 020 R01 220 460 2 R0.1 3 22 4 60

4HRR 020 R01 250 460 2 R0.1 3 25 4 60

4HRR 020 R01 300 470 2 R0.1 3 30 4 70

4HRR 020 R01 350 470 2 R0.1 3 35 4 70

4HRR 020 R02 040 445 2 R0.2 3 4 4 45

4HRR 020 R02 060 445 2 R0.2 3 6 4 45

4HRR 020 R02 080 445 2 R0.2 3 8 4 45

4HRR 020 R02 100 445 2 R0.2 3 10 4 45

4HRR 020 R02 120 445 2 R0.2 3 12 4 45

4HRR 020 R02 140 450 2 R0.2 3 14 4 50

4HRR 020 R02 160 450 2 R0.2 3 16 4 50

4HRR 020 R02 180 450 2 R0.2 3 18 4 50

4HRR 020 R02 200 450 2 R0.2 3 20 4 50

4HRR 020 R02 220 460 2 R0.2 3 22 4 60

4HRR 020 R02 250 460 2 R0.2 3 25 4 60

4HRR 020 R02 300 470 2 R0.2 3 30 4 70

4HRR 020 R02 350 470 2 R0.2 3 35 4 70

4HRR 020 R03 040 445 2 R0.3 3 4 4 45

4HRR 020 R03 060 445 2 R0.3 3 6 4 45

4HRR 020 R03 080 445 2 R0.3 3 8 4 45

4HRR 020 R03 100 445 2 R0.3 3 10 4 45

4HRR 020 R03 120 445 2 R0.3 3 12 4 45

4HRR 020 R03 140 450 2 R0.3 3 14 4 50

4HRR 020 R03 160 450 2 R0.3 3 16 4 50

4HRR 020 R03 180 450 2 R0.3 3 18 4 50

4HRR 020 R03 200 450 2 R0.3 3 20 4 50
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 020 R03 220 460 2 R0.3 3 22 4 60

4HRR 020 R03 250 460 2 R0.3 3 25 4 60

4HRR 020 R03 300 470 2 R0.3 3 30 4 70

4HRR 020 R03 350 470 2 R0.3 3 35 4 70

4HRR 020 R05 040 445 2 R0.5 3 4 4 45

4HRR 020 R05 060 445 2 R0.5 3 6 4 45

4HRR 020 R05 080 445 2 R0.5 3 8 4 45

4HRR 020 R05 100 445 2 R0.5 3 10 4 45

4HRR 020 R05 120 445 2 R0.5 3 12 4 45

4HRR 020 R05 140 450 2 R0.5 3 14 4 50

4HRR 020 R05 160 450 2 R0.5 3 16 4 50

4HRR 020 R05 180 450 2 R0.5 3 18 4 50

4HRR 020 R05 200 450 2 R0.5 3 20 4 50

4HRR 020 R05 220 460 2 R0.5 3 22 4 60

4HRR 020 R05 250 460 2 R0.5 3 25 4 60

4HRR 020 R05 300 470 2 R0.5 3 30 4 70

4HRR 020 R05 350 470 2 R0.5 3 35 4 70

4HRR 025 R01 060 445 2.5 R0.1 3.8 6 4 45

4HRR 025 R01 080 445 2.5 R0.1 3.8 8 4 45

4HRR 025 R01 100 445 2.5 R0.1 3.8 10 4 45

4HRR 025 R01 120 445 2.5 R0.1 3.8 12 4 45

4HRR 025 R01 160 450 2.5 R0.1 3.8 16 4 50

4HRR 025 R01 200 450 2.5 R0.1 3.8 20 4 50

4HRR 025 R01 250 460 2.5 R0.1 3.8 25 4 60

4HRR 025 R01 300 470 2.5 R0.1 3.8 30 4 70

4HRR 025 R02 060 445 2.5 R0.2 3.8 6 4 45

4HRR 025 R02 080 445 2.5 R0.2 3.8 8 4 45

4HRR 025 R02 100 445 2.5 R0.2 3.8 10 4 45

4HRR 025 R02 120 445 2.5 R0.2 3.8 12 4 45

4HRR 025 R02 160 450 2.5 R0.2 3.8 16 4 50

4HRR 025 R02 200 450 2.5 R0.2 3.8 20 4 50

4HRR 025 R02 250 460 2.5 R0.2 3.8 25 4 60

4HRR 025 R02 300 470 2.5 R0.2 3.8 30 4 70

4HRR 025 R03 060 445 2.5 R0.3 3.8 6 4 45

4HRR 025 R03 080 445 2.5 R0.3 3.8 8 4 45
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 025 R03 100 445 2.5 R0.3 3.8 10 4 45

4HRR 025 R03 120 445 2.5 R0.3 3.8 12 4 45

4HRR 025 R03 160 450 2.5 R0.3 3.8 16 4 50

4HRR 025 R03 200 450 2.5 R0.3 3.8 20 4 50

4HRR 025 R03 250 460 2.5 R0.3 3.8 25 4 60

4HRR 025 R03 300 470 2.5 R0.3 3.8 30 4 70

4HRR 025 R05 060 445 2.5 R0.5 3.8 6 4 45

4HRR 025 R05 080 445 2.5 R0.5 3.8 8 4 45

4HRR 025 R05 100 445 2.5 R0.5 3.8 10 4 45

4HRR 025 R05 120 445 2.5 R0.5 3.8 12 4 45

4HRR 025 R05 160 450 2.5 R0.5 3.8 16 4 50

4HRR 025 R05 200 450 2.5 R0.5 3.8 20 4 50

4HRR 025 R05 250 460 2.5 R0.5 3.8 25 4 60

4HRR 025 R05 300 470 2.5 R0.5 3.8 30 4 70

4HRR 030 R01 080 650 3 R0.1 4.5 8 6 50

4HRR 030 R01 100 450 3 R0.1 4.5 10 4 50

4HRR 030 R01 100 650 3 R0.1 4.5 10 6 50

4HRR 030 R01 120 650 3 R0.1 4.5 12 6 50

4HRR 030 R01 160 660 3 R0.1 4.5 16 6 60

4HRR 030 R01 200 660 3 R0.1 4.5 20 6 60

4HRR 030 R01 250 665 3 R0.1 4.5 25 6 65

4HRR 030 R01 300 670 3 R0.1 4.5 30 6 70

4HRR 030 R01 350 680 3 R0.1 4.5 35 6 80

4HRR 030 R01 400 680 3 R0.1 4.5 40 6 80

4HRR 030 R01 500 6A0 3 R0.1 4.5 50 6 100

4HRR 030 R02 100 350 3 R0.2 4.5 10 3 50

4HRR 030 R02 100 450 3 R0.2 4.5 10 4 50

4HRR 030 R02 080 650 3 R0.2 4.5 8 6 50

4HRR 030 R02 100 650 3 R0.2 4.5 10 6 50

4HRR 030 R02 120 650 3 R0.2 4.5 12 6 50

4HRR 030 R02 160 660 3 R0.2 4.5 16 6 60

4HRR 030 R02 200 660 3 R0.2 4.5 20 6 60

4HRR 030 R02 250 665 3 R0.2 4.5 25 6 65

4HRR 030 R02 300 670 3 R0.2 4.5 30 6 70

4HRR 030 R02 350 680 3 R0.2 4.5 35 6 80
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 030 R02 400 680 3 R0.2 4.5 40 6 80

4HRR 030 R02 500 6A0 3 R0.2 4.5 50 6 100

4HRR 030 R03 080 650 3 R0.3 4.5 8 6 50

4HRR 030 R03 100 350 3 R0.3 4.5 10 3 50

4HRR 030 R03 100 450 3 R0.3 4.5 10 4 50

4HRR 030 R03 100 650 3 R0.3 4.5 10 6 50

4HRR 030 R03 120 650 3 R0.3 4.5 12 6 50

4HRR 030 R03 160 660 3 R0.3 4.5 16 6 60

4HRR 030 R03 200 660 3 R0.3 4.5 20 6 60

4HRR 030 R03 250 665 3 R0.3 4.5 25 6 65

4HRR 030 R03 300 670 3 R0.3 4.5 30 6 70

4HRR 030 R03 350 680 3 R0.3 4.5 35 6 80

4HRR 030 R03 400 680 3 R0.3 4.5 40 6 80

4HRR 030 R03 500 6A0 3 R0.3 4.5 50 6 100

4HRR 030 R05 080 650 3 R0.5 4.5 8 6 50

4HRR 030 R05 100 350 3 R0.5 4.5 10 3 50

4HRR 030 R05 100 450 3 R0.5 4.5 10 4 50

4HRR 030 R05 100 650 3 R0.5 4.5 10 6 50

4HRR 030 R05 120 650 3 R0.5 4.5 12 6 50

4HRR 030 R05 160 660 3 R0.5 4.5 16 6 60

4HRR 030 R05 200 660 3 R0.5 4.5 20 6 60

4HRR 030 R05 250 665 3 R0.5 4.5 25 6 65

4HRR 030 R05 300 670 3 R0.5 4.5 30 6 70

4HRR 030 R05 350 675 3 R0.5 4.5 35 6 75

4HRR 030 R05 400 680 3 R0.5 4.5 40 6 80

4HRR 030 R05 500 6A0 3 R0.5 4.5 50 6 100

4HRR 030 R10 080 650 3 R1.0 4.5 8 6 50

4HRR 030 R10 100 350 3 R1.0 4.5 10 3 50

4HRR 030 R10 100 450 3 R1.0 4.5 10 4 50

4HRR 030 R10 100 650 3 R1.0 4.5 10 6 50

4HRR 030 R10 120 650 3 R1.0 4.5 12 6 50

4HRR 030 R10 160 660 3 R1.0 4.5 16 6 60

4HRR 030 R10 200 660 3 R1.0 4.5 20 6 60

4HRR 030 R10 250 665 3 R1.0 4.5 25 6 65

4HRR 030 R10 300 670 3 R1.0 4.5 30 6 70

PAGE

No.2464 30°
CR



 unit(mm)

083

H

R
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-P

R
O

A
B

S
D

-P
R

O
S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助⿫侧

4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 030 R10 350 680 3 R1.0 4.5 35 6 80

4HRR 030 R10 400 680 3 R1.0 4.5 40 6 80

4HRR 030 R10 500 6A0 3 R1.0 4.5 50 6 100

4HRR 040 R01 080 650 4 R0.1 6 8 6 50

4HRR 040 R01 100 650 4 R0.1 6 10 6 50

4HRR 040 R01 120 450 4 R0.1 6 12 4 50

4HRR 040 R01 120 650 4 R0.1 6 12 6 50

4HRR 040 R01 160 660 4 R0.1 6 16 6 60

4HRR 040 R01 200 660 4 R0.1 6 20 6 60

4HRR 040 R01 250 665 4 R0.1 6 25 6 65

4HRR 040 R01 300 670 4 R0.1 6 30 6 70

4HRR 040 R01 350 680 4 R0.1 6 35 6 80

4HRR 040 R01 400 680 4 R0.1 6 40 6 80

4HRR 040 R01 450 690 4 R0.1 6 45 6 90

4HRR 040 R01 500 6A0 4 R0.1 6 50 6 100

4HRR 040 R02 080 650 4 R0.2 6 8 6 50

4HRR 040 R02 100 650 4 R0.2 6 10 6 50

4HRR 040 R02 120 450 4 R0.2 6 12 4 50

4HRR 040 R02 120 650 4 R0.2 6 12 6 50

4HRR 040 R02 160 660 4 R0.2 6 16 6 60

4HRR 040 R02 200 660 4 R0.2 6 20 6 60

4HRR 040 R02 250 665 4 R0.2 6 25 6 65

4HRR 040 R02 300 670 4 R0.2 6 30 6 70

4HRR 040 R02 350 680 4 R0.2 6 35 6 80

4HRR 040 R02 400 680 4 R0.2 6 40 6 80

4HRR 040 R02 450 690 4 R0.2 6 45 6 90

4HRR 040 R02 500 6A0 4 R0.2 6 50 6 100

4HRR 040 R03 080 650 4 R0.3 6 8 6 50

4HRR 040 R03 100 650 4 R0.3 6 10 6 50

4HRR 040 R03 120 450 4 R0.3 6 12 4 50

4HRR 040 R03 120 650 4 R0.3 6 12 6 50

4HRR 040 R03 160 660 4 R0.3 6 16 6 60

4HRR 040 R03 200 660 4 R0.3 6 20 6 60

4HRR 040 R03 250 665 4 R0.3 6 25 6 65

4HRR 040 R03 300 670 4 R0.3 6 30 6 70
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 040 R03 350 680 4 R0.3 6 35 6 80

4HRR 040 R03 400 680 4 R0.3 6 40 6 80

4HRR 040 R03 450 690 4 R0.3 6 45 6 90

4HRR 040 R03 500 6A0 4 R0.3 6 50 6 100

4HRR 040 R05 080 650 4 R0.5 6 8 6 50

4HRR 040 R05 100 650 4 R0.5 6 10 6 50

4HRR 040 R05 120 450 4 R0.5 6 12 4 50

4HRR 040 R05 120 650 4 R0.5 6 12 6 50

4HRR 040 R05 160 450 4 R0.5 6 16 4 50

4HRR 040 R05 160 4A0 4 R0.5 6 16 4 100

4HRR 040 R05 160 660 4 R0.5 6 16 6 60

4HRR 040 R05 200 660 4 R0.5 6 20 6 60

4HRR 040 R05 250 665 4 R0.5 6 25 6 65

4HRR 040 R05 300 670 4 R0.5 6 30 6 70

4HRR 040 R05 350 680 4 R0.5 6 35 6 80

4HRR 040 R05 400 680 4 R0.5 6 40 6 80

4HRR 040 R05 450 690 4 R0.5 6 45 6 90

4HRR 040 R05 500 6A0 4 R0.5 6 50 6 100

4HRR 040 R10 080 650 4 R1.0 6 8 6 50

4HRR 040 R10 100 650 4 R1.0 6 10 6 50

4HRR 040 R10 120 450 4 R1.0 6 12 4 50

4HRR 040 R10 120 650 4 R1.0 6 12 6 50

4HRR 040 R10 160 450 4 R1.0 6 16 4 50

4HRR 040 R10 160 660 4 R1.0 6 16 6 60

4HRR 040 R10 200 660 4 R1.0 6 20 6 60

4HRR 040 R10 250 665 4 R1.0 6 25 6 65

4HRR 040 R10 300 670 4 R1.0 6 30 6 70

4HRR 040 R10 350 680 4 R1.0 6 35 6 80

4HRR 040 R10 400 680 4 R1.0 6 40 6 80

4HRR 040 R10 450 690 4 R1.0 6 45 6 90

4HRR 040 R10 500 6A0 4 R1.0 6 50 6 100

4HRR 050 R01 180 660 5 R0.1 7.5 18 6 60

4HRR 050 R01 300 670 5 R0.1 7.5 30 6 70

4HRR 050 R01 400 680 5 R0.1 7.5 40 6 80

4HRR 050 R01 500 6A0 5 R0.1 7.5 50 6 100
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 050 R02 180 660 5 R0.2 7.5 18 6 60

4HRR 050 R02 300 670 5 R0.2 7.5 30 6 70

4HRR 050 R02 400 680 5 R0.2 7.5 40 6 80

4HRR 050 R02 500 6A0 5 R0.2 7.5 50 6 100

4HRR 050 R03 180 660 5 R0.3 7.5 18 6 60

4HRR 050 R03 300 670 5 R0.3 7.5 30 6 70

4HRR 050 R03 400 680 5 R0.3 7.5 40 6 80

4HRR 050 R03 500 6A0 5 R0.3 7.5 50 6 100

4HRR 050 R05 180 660 5 R0.5 7.5 18 6 60

4HRR 050 R05 300 670 5 R0.5 7.5 30 6 70

4HRR 050 R05 400 680 5 R0.5 7.5 40 6 80

4HRR 050 R05 500 6A0 5 R0.5 7.5 50 6 100

4HRR 050 R10 180 660 5 R1.0 7.5 18 6 60

4HRR 050 R10 300 670 5 R1.0 7.5 30 6 70

4HRR 050 R10 400 680 5 R1.0 7.5 40 6 80

4HRR 050 R10 500 6A0 5 R1.0 7.5 50 6 100

4HRR 060 R01 200 660 6 R0.1 9 20 6 60

4HRR 060 R01 400 690 6 R0.1 9 40 6 90

4HRR 060 R01 500 6A0 6 R0.1 9 50 6 100

4HRR 060 R02 200 660 6 R0.2 9 20 6 60

4HRR 060 R02 200 675 6 R0.2 9 20 6 75

4HRR 060 R02 200 6A0 6 R0.2 9 20 6 100

4HRR 060 R02 300 680 6 R0.2 9 30 6 80

4HRR 060 R02 400 690 6 R0.2 9 40 6 90

4HRR 060 R02 500 6A0 6 R0.2 9 50 6 100

4HRR 060 R03 200 660 6 R0.3 9 20 6 60

4HRR 060 R03 200 675 6 R0.3 9 20 6 75

4HRR 060 R03 200 6A0 6 R0.3 9 20 6 100

4HRR 060 R03 300 680 6 R0.3 9 30 6 80

4HRR 060 R03 400 690 6 R0.3 9 40 6 90

4HRR 060 R03 500 6A0 6 R0.3 9 50 6 100

4HRR 060 R05 200 660 6 R0.5 9 20 6 60

4HRR 060 R05 200 675 6 R0.5 9 20 6 75

4HRR 060 R05 200 6A0 6 R0.5 9 20 6 100

4HRR 060 R05 300 680 6 R0.5 9 30 6 80
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 060 R05 400 690 6 R0.5 9 40 6 90

4HRR 060 R05 500 6A0 6 R0.5 9 50 6 100

4HRR 060 R10 200 660 6 R1.0 9 20 6 60

4HRR 060 R10 200 675 6 R1.0 9 20 6 75

4HRR 060 R10 200 6A0 6 R1.0 9 20 6 100

4HRR 060 R10 300 680 6 R1.0 9 30 6 80

4HRR 060 R10 400 690 6 R1.0 9 40 6 90

4HRR 060 R10 500 6A0 6 R1.0 9 50 6 100

4HRR 060 R15 200 660 6 R1.5 9 20 6 60

4HRR 060 R15 200 675 6 R1.5 9 20 6 75

4HRR 060 R15 200 6A0 6 R1.5 9 20 6 100

4HRR 060 R15 300 680 6 R1.5 9 30 6 80

4HRR 060 R15 400 690 6 R1.5 9 40 6 90

4HRR 060 R15 500 6A0 6 R1.5 9 50 6 100

4HRR 060 R20 200 660 6 R2.0 9 20 6 60

4HRR 060 R20 200 675 6 R2.0 9 20 6 75

4HRR 060 R20 200 6A0 6 R2.0 9 20 6 100

4HRR 060 R20 400 690 6 R2.0 9 40 6 90

4HRR 080 R01 240 865 8 R0.1 12 24 8 65

4HRR 080 R02 240 865 8 R0.2 12 24 8 65

4HRR 080 R02 240 875 8 R0.2 12 24 8 75

4HRR 080 R02 240 8A0 8 R0.2 12 24 8 100

4HRR 080 R03 240 865 8 R0.3 12 24 8 65

4HRR 080 R03 240 875 8 R0.3 12 24 8 75

4HRR 080 R03 240 8A0 8 R0.3 12 24 8 100

4HRR 080 R05 240 865 8 R0.5 12 24 8 65

4HRR 080 R05 240 875 8 R0.5 12 24 8 75

4HRR 080 R05 240 8A0 8 R0.5 12 24 8 100

4HRR 080 R05 300 890 8 R0.5 12 30 8 90

4HRR 080 R05 400 8A0 8 R0.5 12 40 8 100

4HRR 080 R10 240 865 8 R1.0 12 24 8 65

4HRR 080 R10 240 875 8 R1.0 12 24 8 75

4HRR 080 R10 240 8A0 8 R1.0 12 24 8 100

4HRR 080 R10 240 8C5 8 R1.0 12 24 8 125

4HRR 080 R10 300 890 8 R1.0 12 30 8 90
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 080 R10 400 8A0 8 R1.0 12 40 8 100

4HRR 080 R15 240 865 8 R1.5 12 24 8 65

4HRR 080 R15 240 875 8 R1.5 12 24 8 75

4HRR 080 R15 240 8A0 8 R1.5 12 24 8 100

4HRR 080 R15 400 8A0 8 R1.5 12 40 8 100

4HRR 080 R20 240 865 8 R2.0 12 24 8 65

4HRR 080 R20 240 875 8 R2.0 12 24 8 75

4HRR 080 R20 300 890 8 R2.0 12 30 8 90

4HRR 100 R02 300 A70 10 R0.2 15 30 10 70

4HRR 100 R02 300 A75 10 R0.2 15 30 10 75

4HRR 100 R02 300 AA0 10 R0.2 15 30 10 100

4HRR 100 R03 300 A70 10 R0.3 15 30 10 70

4HRR 100 R03 300 A75 10 R0.3 15 30 10 75

4HRR 100 R03 300 AA0 10 R0.3 15 30 10 100

4HRR 100 R05 300 A70 10 R0.5 15 30 10 70

4HRR 100 R05 300 A75 10 R0.5 15 30 10 75

4HRR 100 R05 300 AA0 10 R0.5 15 30 10 100

4HRR 100 R05 400 AA0 10 R0.5 15 40 10 100

4HRR 100 R10 300 A70 10 R1.0 15 30 10 70

4HRR 100 R10 300 A75 10 R1.0 15 30 10 75

4HRR 100 R10 300 AA0 10 R1.0 15 30 10 100

4HRR 100 R10 300 AF0 10 R1.0 15 30 10 150

4HRR 100 R10 400 AA0 10 R1.0 15 40 10 100

4HRR 100 R15 300 A70 10 R1.5 15 30 10 70

4HRR 100 R15 300 A75 10 R1.5 15 30 10 75

4HRR 100 R15 300 AA0 10 R1.5 15 30 10 100

4HRR 100 R15 400 AA0 10 R1.5 15 40 10 100

4HRR 100 R20 300 A70 10 R2.0 15 30 10 70

4HRR 100 R20 300 A75 10 R2.0 15 30 10 75

4HRR 100 R20 300 AA0 10 R2.0 15 30 10 100

4HRR 100 R20 400 AA0 10 R2.0 15 40 10 100

4HRR 100 R25 300 A70 10 R2.5 15 30 10 70

4HRR 120 R03 300 C80 12 R0.3 18 30 12 80

4HRR 120 R03 300 CB0 12 R0.3 18 30 12 110

4HRR 120 R05 300 C80 12 R0.5 18 30 12 80
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4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRR 120 R05 300 CB0 12 R0.5 18 30 12 110

4HRR 120 R05 300 CF0 12 R0.5 18 30 12 150

4HRR 120 R05 400 CB0 12 R0.5 18 40 12 110

4HRR 120 R10 300 C80 12 R1.0 18 30 12 80

4HRR 120 R10 300 CB0 12 R1.0 18 30 12 110

4HRR 120 R10 300 CF0 12 R1.0 18 30 12 150

4HRR 120 R10 400 CB0 12 R1.0 18 40 12 110

4HRR 120 R15 300 C80 12 R1.5 18 30 12 80

4HRR 120 R15 300 CB0 12 R1.5 18 30 12 110

4HRR 120 R15 400 CB0 12 R1.5 18 40 12 110

4HRR 120 R20 300 C80 12 R2.0 18 30 12 80

4HRR 120 R20 300 CB0 12 R2.0 18 30 12 110

4HRR 120 R20 300 CF0 12 R2.0 18 30 12 150

4HRR 120 R20 300 CK0 12 R2.0 18 30 12 200

4HRR 120 R20 400 CB0 12 R2.0 18 40 12 110

4HRR 120 R30 300 C80 12 R3.0 18 30 12 80

4HRR 120 R30 300 CB0 12 R3.0 18 30 12 110
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4HCR
4 Flutes Corner Radius End Mills

�㕐ⴉꟋ㘗


㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HCR 010 R002 025 445 1 R0.02 2.5 4 45

4HCR 010 R005 025 445 1 R0.05 2.5 4 45

4HCR 010 R01 025 445 1 R0.1 2.5 4 45

4HCR 010 R02 025 445 1 R0.2 2.5 4 45

4HCR 010 R03 025 445 1 R0.3 2.5 4 45

4HCR 012 R002 032 445 1.2 R0.02 3.2 4 45

4HCR 012 R005 032 445 1.2 R0.05 3.2 4 45

4HCR 012 R01 032 445 1.2 R0.1 3.2 4 45

4HCR 012 R02 032 445 1.2 R0.2 3.2 4 45

4HCR 012 R03 032 445 1.2 R0.3 3.2 4 45

4HCR 015 R002 040 445 1.5 R0.02 4 4 45

4HCR 015 R005 040 445 1.5 R0.05 4 4 45

4HCR 015 R01 040 445 1.5 R0.1 4 4 45

4HCR 015 R02 040 445 1.5 R0.2 4 4 45

4HCR 015 R03 040 445 1.5 R0.3 4 4 45

4HCR 015 R05 040 445 1.5 R0.5 4 4 45

4HCR 020 R002 060 445 2 R0.02 6 4 45

4HCR 020 R005 060 445 2 R0.05 6 4 45

4HCR 020 R01 060 445 2 R0.1 6 4 45

4HCR 020 R02 060 445 2 R0.2 6 4 45

4HCR 020 R03 060 445 2 R0.3 6 4 45

4HCR 020 R05 060 445 2 R0.5 6 4 45

4HCR 025 R005 060 450 2.5 R0.05 6 4 50

4HCR 025 R01 060 450 2.5 R0.1 6 4 50

4HCR 025 R02 060 450 2.5 R0.2 6 4 50
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4 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HCR 025 R03 060 450 2.5 R0.3 6 4 50

4HCR 025 R05 060 450 2.5 R0.5 6 4 50

4HCR 030 R005 080 660 3 R0.05 8 6 60

4HCR 030 R01 080 660 3 R0.1 8 6 60

4HCR 030 R02 080 660 3 R0.2 8 6 60

4HCR 030 R03 080 660 3 R0.3 8 6 60

4HCR 030 R05 080 660 3 R0.5 8 6 60

4HCR 030 R10 080 660 3 R1 8 6 60

4HCR 035 R01 090 670 3.5 R0.1 9 6 70

4HCR 035 R02 090 670 3.5 R0.2 9 6 70

4HCR 035 R03 090 670 3.5 R0.3 9 6 70

4HCR 035 R05 090 670 3.5 R0.5 9 6 70

4HCR 035 R10 090 670 3.5 R1 9 6 70

4HCR 040 R005 100 460 4 R0.05 10 4 60

4HCR 040 R005 100 670 4 R0.05 10 6 70

4HCR 040 R01 100 460 4 R0.1 10 4 60

4HCR 040 R01 100 670 4 R0.1 10 6 70

4HCR 040 R02 100 460 4 R0.2 10 4 60

4HCR 040 R02 100 670 4 R0.2 10 6 70

4HCR 040 R03 100 460 4 R0.3 10 4 60

4HCR 040 R03 100 670 4 R0.3 10 6 70

4HCR 040 R05 100 460 4 R0.5 10 4 60

4HCR 040 R05 100 670 4 R0.5 10 6 70

4HCR 040 R10 100 460 4 R1 10 4 60

4HCR 040 R10 100 670 4 R1 10 6 70

4HCR 045 R01 110 675 4.5 R0.1 11 6 75

4HCR 045 R02 110 675 4.5 R0.2 11 6 75

4HCR 045 R03 110 675 4.5 R0.3 11 6 75

4HCR 045 R05 110 675 4.5 R0.5 11 6 75

4HCR 050 R01 130 675 5 R0.1 13 6 75

4HCR 050 R02 130 675 5 R0.2 13 6 75

4HCR 050 R03 130 675 5 R0.3 13 6 75

4HCR 050 R05 130 675 5 R0.5 13 6 75

4HCR 050 R10 130 675 5 R1 13 6 75

4HCR 060 R005 110 660 6 R0.05 11 6 60
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�㕐ⴉꟋ㘗

4 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HCR 060 R005 130 690 6 R0.05 13 6 90

4HCR 060 R01 110 660 6 R0.1 11 6 60

4HCR 060 R01 130 690 6 R0.1 13 6 90

4HCR 060 R02 110 660 6 R0.2 11 6 60

4HCR 060 R02 130 690 6 R0.2 13 6 90

4HCR 060 R03 110 660 6 R0.3 11 6 60

4HCR 060 R03 130 690 6 R0.3 13 6 90

4HCR 060 R05 110 660 6 R0.5 11 6 60

4HCR 060 R05 130 690 6 R0.5 13 6 90

4HCR 060 R10 110 660 6 R1 11 6 60

4HCR 060 R10 130 690 6 R1 13 6 90

4HCR 060 R15 110 660 6 R1.5 11 6 60

4HCR 060 R15 130 690 6 R1.5 13 6 90

4HCR 060 R20 110 660 6 R2 11 6 60

4HCR 060 R20 130 690 6 R2 13 6 90

4HCR 060 R25 130 690 6 R2.5 13 6 90

4HCR 080 R01 160 870 8 R0.1 16 8 70

4HCR 080 R01 190 8A0 8 R0.1 19 8 100

4HCR 080 R02 160 870 8 R0.2 16 8 70

4HCR 080 R02 190 8A0 8 R0.2 19 8 100

4HCR 080 R03 160 870 8 R0.3 16 8 70

4HCR 080 R03 190 8A0 8 R0.3 19 8 100

4HCR 080 R05 160 870 8 R0.5 16 8 70

4HCR 080 R05 190 8A0 8 R0.5 19 8 100

4HCR 080 R10 160 870 8 R1 16 8 70

4HCR 080 R10 190 8A0 8 R1 19 8 100

4HCR 080 R15 160 870 8 R1.5 16 8 70

4HCR 080 R15 190 8A0 8 R1.5 19 8 100

4HCR 080 R20 160 870 8 R2 16 8 70

4HCR 080 R20 190 8A0 8 R2 19 8 100

4HCR 080 R25 190 8A0 8 R2.5 19 8 100

4HCR 080 R30 190 8A0 8 R3 19 8 100

4HCR 080 R35 190 8A0 8 R3.5 19 8 100

4HCR 100 R01 190 A75 10 R0.1 19 10 75
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4 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HCR 100 R01 220 AA0 10 R0.1 22 10 100

4HCR 100 R02 190 A75 10 R0.2 19 10 75

4HCR 100 R02 220 AA0 10 R0.2 22 10 100

4HCR 100 R03 190 A75 10 R0.3 19 10 75

4HCR 100 R03 220 AA0 10 R0.3 22 10 100

4HCR 100 R05 190 A75 10 R0.5 19 10 75

4HCR 100 R05 220 AA0 10 R0.5 22 10 100

4HCR 100 R10 190 A75 10 R1 19 10 75

4HCR 100 R10 220 AA0 10 R1 22 10 100

4HCR 100 R15 190 A75 10 R1.5 19 10 75

4HCR 100 R15 220 AA0 10 R1.5 22 10 100

4HCR 100 R20 190 A75 10 R2 19 10 75

4HCR 100 R20 220 AA0 10 R2 22 10 100

4HCR 100 R25 220 AA0 10 R2.5 22 10 100

4HCR 100 R30 220 AA0 10 R3 22 10 100

4HCR 100 R40 220 AA0 10 R4 22 10 100

4HCR 120 R01 220 C80 12 R0.1 22 12 80

4HCR 120 R01 260 CB0 12 R0.1 26 12 110

4HCR 120 R02 220 C80 12 R0.2 22 12 80

4HCR 120 R02 260 CB0 12 R0.2 26 12 110

4HCR 120 R03 220 C80 12 R0.3 22 12 80

4HCR 120 R03 260 CB0 12 R0.3 26 12 110

4HCR 120 R05 220 C80 12 R0.5 22 12 80

4HCR 120 R05 260 CB0 12 R0.5 26 12 110

4HCR 120 R05 260 CD0 12 R0.5 26 12 130

4HCR 120 R10 220 C80 12 R1 22 12 80

4HCR 120 R10 260 CB0 12 R1 26 12 110

4HCR 120 R10 260 CD0 12 R1 26 12 130

4HCR 120 R15 220 C80 12 R1.5 22 12 80

4HCR 120 R15 260 CB0 12 R1.5 26 12 110

4HCR 120 R15 260 CD0 12 R1.5 26 12 130

4HCR 120 R20 220 C80 12 R2 22 12 80

4HCR 120 R20 260 CB0 12 R2 26 12 110

4HCR 120 R20 260 CD0 12 R2 26 12 130

4HCR 120 R25 260 CB0 12 R2.5 26 12 110
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�㕐ⴉꟋ㘗

4 Flutes Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HCR 120 R30 260 CB0 12 R3 26 12 110

4HCR 120 R40 260 CB0 12 R4 26 12 110

4HCR 120 R50 260 CB0 12 R5 26 12 110

4HCR 160 R05 320 GB0 16 R0.5 32 16 110

4HCR 160 R05 320 GF0 16 R0.5 32 16 150

4HCR 160 R10 320 GB0 16 R1 32 16 110

4HCR 160 R10 320 GF0 16 R1 32 16 150

4HCR 160 R15 320 GB0 16 R1.5 32 16 110

4HCR 160 R20 320 GB0 16 R2 32 16 110

4HCR 160 R30 320 GB0 16 R3 32 16 110

4HCR 200 R05 380 KB0 20 R0.5 38 20 110

4HCR 200 R05 380 KF0 20 R0.5 38 20 150

4HCR 200 R10 380 KB0 20 R1 38 20 110

4HCR 200 R10 380 KF0 20 R1 38 20 150

4HCR 200 R15 380 KB0 20 R1.5 38 20 110

4HCR 200 R20 380 KB0 20 R2 38 20 110

4HCR 200 R30 380 KB0 20 R3 38 20 110
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No.247H4HIT
�넝넝鵳絛㕐ⴉ
4 Flutes HIT End Mills for High Speed & Feedrate

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HIT 015 R03 040 645 1.5 R0.3 0.8 4 6 45

4HIT 020 R05 060 650 2 R0.5 1 6 6 50

4HIT 020 R05 060 670 2 R0.5 1 6 6 70

4HIT 030 R05 080 650 3 R0.5 1.5 8 6 50

4HIT 030 R05 080 670 3 R0.5 1.5 8 6 70

4HIT 030 R10 080 650 3 R1.0 1.5 8 6 50

4HIT 030 R10 200 660 3 R1.0 1.5 20 6 60

4HIT 040 R05 120 660 4 R0.5 2 12 6 60

4HIT 040 R05 120 670 4 R0.5 2 12 6 70

4HIT 040 R05 160 660 4 R0.5 2 16 6 60

4HIT 040 R05 160 670 4 R0.5 2 16 6 70

4HIT 040 R10 120 660 4 R1.0 2 12 6 60

4HIT 040 R10 120 670 4 R1.0 2 12 6 70

4HIT 040 R10 160 660 4 R1.0 2 16 6 60

4HIT 040 R10 160 670 4 R1.0 2 16 6 70

4HIT 050 R10 150 660 5 R1.0 2.5 15 6 60

4HIT 060 R05 120 660 6 R0.5 3 12 6 60

4HIT 060 R05 150 660 6 R0.5 3 15 6 60

4HIT 060 R05 150 680 6 R0.5 3 15 6 80

4HIT 060 R05 200 680 6 R0.5 3 20 6 80

4HIT 060 R05 300 680 6 R0.5 3 30 6 80

4HIT 060 R10 150 660 6 R1.0 3 15 6 60

4HIT 060 R10 150 680 6 R1.0 3 15 6 80

4HIT 060 R10 200 680 6 R1.0 3 20 6 80

4HIT 060 R10 300 680 6 R1.0 3 30 6 80

4 CR
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No.247H

4 Flutes HIT End Mills for High Speed & Feedrate

�넝넝鵳絛㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HIT 060 R15 150 660 6 R1.5 3 15 6 60

4HIT 080 R05 200 865 8 R0.5 4 20 8 65

4HIT 080 R05 200 890 8 R0.5 4 20 8 90

4HIT 080 R05 200 8A0 8 R0.5 4 20 8 100

4HIT 080 R05 400 890 8 R0.5 4 40 8 90

4HIT 080 R10 200 865 8 R1.0 4 20 8 65

4HIT 080 R10 200 890 8 R1.0 4 20 8 90

4HIT 080 R10 200 8A0 8 R1.0 4 20 8 100

4HIT 080 R10 300 890 8 R1.0 4 30 8 90

4HIT 080 R10 400 890 8 R1.0 4 40 8 90

4HIT 080 R20 200 865 8 R2.0 4 20 8 65

4HIT 080 R20 200 8A0 8 R2.0 4 20 8 100

4HIT 100 R05 250 A70 10 R0.5 5 25 10 70

4HIT 100 R05 250 AA0 10 R0.5 5 25 10 100

4HIT 100 R10 250 A70 10 R1.0 5 25 10 70

4HIT 100 R10 250 AA0 10 R1.0 5 25 10 100

4HIT 100 R10 250 AB0 10 R1.0 5 25 10 110

4HIT 100 R10 400 AA0 10 R1.0 5 40 10 100

4HIT 100 R20 200 A70 10 R2.0 5 20 10 70

4HIT 100 R20 250 A70 10 R2.0 5 25 10 70

4HIT 100 R20 250 AB0 10 R2.0 5 25 10 110

4HIT 120 R10 300 C80 12 R1.0 6 30 12 80

4HIT 120 R10 300 CB0 12 R1.0 6 30 12 110

4HIT 120 R10 400 CB0 12 R1.0 6 40 12 110

4HIT 120 R20 300 C80 12 R2.0 6 30 12 80

4HIT 120 R20 300 CB0 12 R2.0 6 30 12 110

4HIT 120 R20 400 CB0 12 R2.0 6 40 12 110

4 CR
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2HRE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRE 001 003 445 0.1 0.15 0.3 4 45

2HRE 001 005 445 0.1 0.15 0.5 4 45

2HRE 002 005 445 0.2 0.3 0.5 4 45

2HRE 002 010 445 0.2 0.3 1 4 45

2HRE 002 015 445 0.2 0.3 1.5 4 45

2HRE 002 020 445 0.2 0.3 2 4 45

2HRE 002 025 445 0.2 0.3 2.5 4 45

2HRE 002 030 445 0.2 0.3 3 4 45

2HRE 003 005 445 0.3 0.45 0.5 4 45

2HRE 003 010 445 0.3 0.45 1 4 45

2HRE 003 015 445 0.3 0.45 1.5 4 45

2HRE 003 020 445 0.3 0.45 2 4 45

2HRE 003 025 445 0.3 0.45 2.5 4 45

2HRE 003 030 445 0.3 0.45 3 4 45

2HRE 003 035 445 0.3 0.45 3.5 4 45

2HRE 003 040 445 0.3 0.45 4 4 45

2HRE 003 050 445 0.3 0.45 5 4 45

2HRE 004 010 445 0.4 0.6 1 4 45

2HRE 004 015 445 0.4 0.6 1.5 4 45

2HRE 004 020 445 0.4 0.6 2 4 45

2HRE 004 025 445 0.4 0.6 2.5 4 45

2HRE 004 030 445 0.4 0.6 3 4 45

2HRE 004 035 445 0.4 0.6 3.5 4 45

2HRE 004 040 445 0.4 0.6 4 4 45

2HRE 004 050 445 0.4 0.6 5 4 45

2 Flutes Rib Flat End Mills

�帾就ⴉ
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�帾就ⴉ
2 Flutes Rib Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRE 004 060 445 0.4 0.6 6 4 45

2HRE 004 080 445 0.4 0.6 8 4 45

2HRE 004 100 445 0.4 0.6 10 4 45

2HRE 005 010 445 0.5 0.7 1 4 45

2HRE 005 020 445 0.5 0.7 2 4 45

2HRE 005 030 445 0.5 0.7 3 4 45

2HRE 005 040 445 0.5 0.7 4 4 45

2HRE 005 050 445 0.5 0.7 5 4 45

2HRE 005 060 445 0.5 0.7 6 4 45

2HRE 005 080 445 0.5 0.7 8 4 45

2HRE 005 100 445 0.5 0.7 10 4 45

2HRE 005 120 445 0.5 0.7 12 4 45

2HRE 005 140 445 0.5 0.7 14 4 45

2HRE 006 020 445 0.6 0.9 2 4 45

2HRE 006 030 445 0.6 0.9 3 4 45

2HRE 006 040 445 0.6 0.9 4 4 45

2HRE 006 050 445 0.6 0.9 5 4 45

2HRE 006 060 445 0.6 0.9 6 4 45

2HRE 006 080 445 0.6 0.9 8 4 45

2HRE 006 100 445 0.6 0.9 10 4 45

2HRE 006 120 445 0.6 0.9 12 4 45

2HRE 006 140 445 0.6 0.9 14 4 45

2HRE 006 160 445 0.6 0.9 16 4 45

2HRE 007 020 445 0.7 1 2 4 45

2HRE 007 040 445 0.7 1 4 4 45

2HRE 007 060 445 0.7 1 6 4 45

2HRE 007 080 445 0.7 1 8 4 45

2HRE 007 100 445 0.7 1 10 4 45

2HRE 007 120 445 0.7 1 12 4 45

2HRE 008 020 445 0.8 1.2 2 4 45

2HRE 008 030 445 0.8 1.2 3 4 45

2HRE 008 040 445 0.8 1.2 4 4 45

2HRE 008 050 445 0.8 1.2 5 4 45

2HRE 008 060 445 0.8 1.2 6 4 45

2HRE 008 080 445 0.8 1.2 8 4 45
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�帾就ⴉ
2 Flutes Rib Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRE 008 100 445 0.8 1.2 10 4 45

2HRE 008 120 445 0.8 1.2 12 4 45

2HRE 008 140 445 0.8 1.2 14 4 45

2HRE 009 060 445 0.9 1.3 6 4 45

2HRE 009 080 445 0.9 1.3 8 4 45

2HRE 009 100 445 0.9 1.3 10 4 45

2HRE 010 020 445 1 1.5 2 4 45

2HRE 010 030 445 1 1.5 3 4 45

2HRE 010 040 445 1 1.5 4 4 45

2HRE 010 050 445 1 1.5 5 4 45

2HRE 010 060 445 1 1.5 6 4 45

2HRE 010 080 445 1 1.5 8 4 45

2HRE 010 100 445 1 1.5 10 4 45

2HRE 010 120 445 1 1.5 12 4 45

2HRE 010 140 450 1 1.5 14 4 50

2HRE 010 160 450 1 1.5 16 4 50

2HRE 010 180 450 1 1.5 18 4 50

2HRE 010 200 450 1 1.5 20 4 50

2HRE 010 250 460 1 1.5 25 4 60

2HRE 012 040 445 1.2 1.8 4 4 45

2HRE 012 060 445 1.2 1.8 6 4 45

2HRE 012 080 445 1.2 1.8 8 4 45

2HRE 012 100 445 1.2 1.8 10 4 45

2HRE 012 120 445 1.2 1.8 12 4 45

2HRE 012 160 450 1.2 1.8 16 4 50

2HRE 012 200 450 1.2 1.8 20 4 50

2HRE 015 040 445 1.5 2.3 4 4 45

2HRE 015 060 445 1.5 2.3 6 4 45

2HRE 015 080 445 1.5 2.3 8 4 45

2HRE 015 100 445 1.5 2.3 10 4 45

2HRE 015 120 445 1.5 2.3 12 4 45

2HRE 015 140 450 1.5 2.3 14 4 50

2HRE 015 160 450 1.5 2.3 16 4 50

2HRE 015 180 450 1.5 2.3 18 4 50

2HRE 015 200 450 1.5 2.3 20 4 50
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�帾就ⴉ
2 Flutes Rib Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRE 015 250 460 1.5 2.3 25 4 60

2HRE 015 300 470 1.5 2.3 30 4 70

2HRE 020 040 445 2 3 4 4 45

2HRE 020 060 445 2 3 6 4 45

2HRE 020 080 445 2 3 8 4 45

2HRE 020 100 445 2 3 10 4 45

2HRE 020 120 445 2 3 12 4 45

2HRE 020 140 450 2 3 14 4 50

2HRE 020 160 450 2 3 16 4 50

2HRE 020 180 450 2 3 18 4 50

2HRE 020 200 450 2 3 20 4 50

2HRE 020 220 460 2 3 22 4 60

2HRE 020 250 460 2 3 25 4 60

2HRE 020 300 470 2 3 30 4 70

2HRE 020 350 470 2 3 35 4 70

2HRE 025 080 445 2.5 3.8 8 4 45

2HRE 025 100 445 2.5 3.8 10 4 45

2HRE 025 120 445 2.5 3.8 12 4 45

2HRE 025 160 450 2.5 3.8 16 4 50

2HRE 025 200 450 2.5 3.8 20 4 50

2HRE 025 250 460 2.5 3.8 25 4 60

2HRE 025 300 470 2.5 3.8 30 4 70

2HRE 025 350 470 2.5 3.8 35 4 70

2HRE 030 080 650 3 4.5 8 6 50

2HRE 030 100 650 3 4.5 10 6 50

2HRE 030 120 650 3 4.5 12 6 50

2HRE 030 140 660 3 4.5 14 6 60

2HRE 030 160 660 3 4.5 16 6 60

2HRE 030 180 660 3 4.5 18 6 60

2HRE 030 200 660 3 4.5 20 6 60

2HRE 030 250 665 3 4.5 25 6 65

2HRE 030 300 670 3 4.5 30 6 70

2HRE 030 350 680 3 4.5 35 6 80

2HRE 030 400 680 3 4.5 40 6 80

2HRE 030 500 6A0 3 4.5 50 6 100
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2 Flutes Rib Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRE 040 080 650 4 6 8 6 50

2HRE 040 100 650 4 6 10 6 50

2HRE 040 120 650 4 6 12 6 50

2HRE 040 160 660 4 6 16 6 60

2HRE 040 200 660 4 6 20 6 60

2HRE 040 250 665 4 6 25 6 65

2HRE 040 300 670 4 6 30 6 70

2HRE 040 350 680 4 6 35 6 80

2HRE 040 400 680 4 6 40 6 80

2HRE 040 450 690 4 6 45 6 90

2HRE 040 500 6A0 4 6 50 6 100

2HRE 040 550 6B0 4 6 55 6 110

2HRE 040 600 6B0 4 6 60 6 110

2HRE 050 160 660 5 8 16 6 60

2HRE 050 200 660 5 8 20 6 60

2HRE 050 250 665 5 8 25 6 65

2HRE 050 300 670 5 8 30 6 70

2HRE 050 350 680 5 8 35 6 80

2HRE 050 400 680 5 8 40 6 80

2HRE 050 500 6A0 5 8 50 6 100

2HRE 060 200 660 6 9 20 6 60

2HRE 060 300 670 6 9 30 6 70

2HRE 060 400 690 6 9 40 6 90

2HRE 060 500 6A0 6 9 50 6 100

2HRE 080 200 865 8 12 20 8 65

2HRE 080 300 880 8 12 30 8 80

2HRE 080 400 8A0 8 12 40 8 100

2HRE 100 250 A70 10 15 25 10 70

2HRE 100 350 AA0 10 15 35 10 100

2HRE 100 450 AA0 10 15 45 10 100
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�帾就ⴉ
2 Flutes Rib Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HRE 120 300 C80 12 18 30 12 80

2HRE 120 400 CB0 12 18 40 12 110

2HRE 120 500 CB0 12 18 50 12 110
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2HPE
�ⴉ
2 Flutes Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPE 001 002 445 0.1 0.2 4 45

2HPE 0015 003 445 0.15 0.3 4 45

2HPE 002 004 445 0.2 0.4 4 45

2HPE 0025 005 445 0.25 0.5 4 45

2HPE 003 006 445 0.3 0.6 4 45

2HPE 0035 007 445 0.35 0.7 4 45

2HPE 004 008 445 0.4 0.8 4 45

2HPE 0045 009 445 0.45 0.9 4 45

2HPE 005 010 345 0.5 1 3 45

2HPE 005 010 445 0.5 1 4 45

2HPE 0055 011 445 0.55 1.1 4 45

2HPE 006 012 345 0.6 1.2 3 45

2HPE 006 012 445 0.6 1.2 4 45

2HPE 0065 013 445 0.65 1.3 4 45

2HPE 007 014 445 0.7 1.4 4 45

2HPE 0075 015 445 0.75 1.5 4 45

2HPE 008 016 345 0.8 1.6 3 45

2HPE 008 016 445 0.8 1.6 4 45

2HPE 0085 017 445 0.85 1.7 4 45

2HPE 009 018 445 0.9 1.8 4 45

2HPE 0095 019 445 0.95 1.9 4 45

2HPE 010 025 345 1 2.5 3 45

2HPE 010 025 445 1 2.5 4 45

2HPE 010 025 645 1 2.5 6 45

2HPE 0105 025 645 1.05 2.5 6 45
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�ⴉ
2 Flutes Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPE 011 025 645 1.1 2.5 6 45

2HPE 012 040 345 1.2 4 3 45

2HPE 012 040 445 1.2 4 4 45

2HPE 012 040 645 1.2 4 6 45

2HPE 0125 040 645 1.25 4 6 45

2HPE 013 040 645 1.3 4 6 45

2HPE 0135 040 645 1.35 4 6 45

2HPE 014 040 645 1.4 4 6 45

2HPE 0145 040 645 1.45 4 6 45

2HPE 015 040 345 1.5 4 3 45

2HPE 015 040 445 1.5 4 4 45

2HPE 015 040 645 1.5 4 6 45

2HPE 0155 040 645 1.55 4 6 45

2HPE 016 040 645 1.6 4 6 45

2HPE 0165 040 645 1.65 4 6 45

2HPE 017 042 645 1.7 4.2 6 45

2HPE 0175 042 645 1.75 4.2 6 45

2HPE 018 045 645 1.8 4.5 6 45

2HPE 0185 045 645 1.85 4.5 6 45

2HPE 019 050 645 1.9 5 6 45

2HPE 020 060 345 2 6 3 45

2HPE 020 060 445 2 6 4 45

2HPE 020 060 645 2 6 6 45

2HPE 021 060 645 2.1 6 6 45

2HPE 022 060 645 2.2 6 6 45

2HPE 023 060 645 2.3 6 6 45

2HPE 024 080 650 2.4 8 6 50

2HPE 025 080 350 2.5 8 3 50

2HPE 025 080 450 2.5 8 4 50

2HPE 025 080 650 2.5 8 6 50

2HPE 026 080 650 2.6 8 6 50

2HPE 027 080 650 2.7 8 6 50

2HPE 028 080 650 2.8 8 6 50

2HPE 029 080 650 2.9 8 6 50

2HPE 030 080 450 3 8 4 50
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2 Flutes Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPE 030 100 350 3 10 3 50

2HPE 030 100 650 3 10 6 50

2HPE 031 100 650 3.1 10 6 50

2HPE 032 100 650 3.2 10 6 50

2HPE 033 100 650 3.3 10 6 50

2HPE 034 100 650 3.4 10 6 50

2HPE 035 100 650 3.5 10 6 50

2HPE 036 100 650 3.6 10 6 50

2HPE 037 100 650 3.7 10 6 50

2HPE 038 100 650 3.8 10 6 50

2HPE 039 100 650 3.9 10 6 50

2HPE 040 120 450 4 12 4 50

2HPE 040 120 650 4 12 6 50

2HPE 041 120 650 4.1 12 6 50

2HPE 042 120 650 4.2 12 6 50

2HPE 043 120 650 4.3 12 6 50

2HPE 044 120 650 4.4 12 6 50

2HPE 045 120 650 4.5 12 6 50

2HPE 046 130 650 4.6 13 6 50

2HPE 047 130 650 4.7 13 6 50

2HPE 048 130 650 4.8 13 6 50

2HPE 049 130 650 4.9 13 6 50

2HPE 050 150 650 5 15 6 50

2HPE 051 150 650 5.1 15 6 50

2HPE 052 150 650 5.2 15 6 50

2HPE 053 150 650 5.3 15 6 50

2HPE 054 150 650 5.4 15 6 50

2HPE 055 150 650 5.5 15 6 50

2HPE 056 150 650 5.6 15 6 50

2HPE 057 150 650 5.7 15 6 50

2HPE 058 150 650 5.8 15 6 50

2HPE 059 150 650 5.9 15 6 50

2HPE 060 150 650 6 15 6 50

2HPE 061 160 860 6.1 16 8 60

2HPE 062 160 860 6.2 16 8 60
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�ⴉ
2 Flutes Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HPE 063 160 860 6.3 16 8 60

2HPE 064 160 860 6.4 16 8 60

2HPE 065 160 860 6.5 16 8 60

2HPE 070 200 865 7 20 8 65

2HPE 075 200 865 7.5 20 8 65

2HPE 080 200 865 8 20 8 65

2HPE 085 200 A65 8.5 20 10 65

2HPE 090 250 A70 9 25 10 70

2HPE 095 250 A70 9.5 25 10 70

2HPE 100 250 A70 10 25 10 70

2HPE 105 250 C75 10.5 25 12 75

2HPE 110 250 C75 11 25 12 75

2HPE 115 250 C75 11.5 25 12 75

2HPE 120 300 C80 12 30 12 80

2HPE 130 350 E90 13 35 14 90

2HPE 140 350 E90 14 35 14 90

2HPE 150 350 GA0 15 35 16 100

2HPE 160 400 GA0 16 40 16 100

2HPE 180 450 IA0 18 45 18 100

2HPE 200 450 KA0 20 45 20 100
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2HLE
�Ɤⴉ
2 Flutes Long Length Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HLE 010 030 660 1 3 6 60

2HLE 010 050 660 1 5 6 60

2HLE 010 070 660 1 7 6 60

2HLE 010 100 660 1 10 6 60

2HLE 010 120 660 1 12 6 60

2HLE 010 150 660 1 15 6 60

2HLE 015 060 660 1.5 6 6 60

2HLE 015 080 660 1.5 8 6 60

2HLE 015 100 660 1.5 10 6 60

2HLE 015 150 660 1.5 15 6 60

2HLE 015 200 660 1.5 20 6 60

2HLE 020 100 660 2 10 6 60

2HLE 020 120 660 2 12 6 60

2HLE 020 150 660 2 15 6 60

2HLE 020 200 660 2 20 6 60

2HLE 030 120 670 3 12 6 70

2HLE 030 150 670 3 15 6 70

2HLE 030 200 670 3 20 6 70

2HLE 030 250 670 3 25 6 70

2HLE 030 300 670 3 30 6 70

2HLE 040 150 670 4 15 6 70

2HLE 040 200 670 4 20 6 70

2HLE 040 300 675 4 30 6 75

2HLE 040 350 675 4 35 6 75
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2 Flutes Long Length Flat End Mills

�Ɤⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HLE 040 400 680 4 40 6 80

2HLE 050 200 670 5 20 6 70

2HLE 050 250 670 5 25 6 70

2HLE 050 300 675 5 30 6 75

2HLE 050 400 680 5 40 6 80

2HLE 060 200 670 6 20 6 70

2HLE 060 200 6A0 6 20 6 100

2HLE 060 250 675 6 25 6 75

2HLE 060 300 680 6 30 6 80

2HLE 060 350 680 6 35 6 80

2HLE 060 400 690 6 40 6 90

2HLE 080 250 875 8 25 8 75

2HLE 080 250 8A0 8 25 8 100

2HLE 080 300 880 8 30 8 80

2HLE 080 350 880 8 35 8 80

2HLE 080 400 890 8 40 8 90

2HLE 080 450 8A0 8 45 8 100

2HLE 080 500 8A0 8 50 8 100

2HLE 080 550 8A0 8 55 8 100

2HLE 100 300 A80 10 30 10 80

2HLE 100 350 AA0 10 35 10 100

2HLE 100 400 AA0 10 40 10 100

2HLE 100 450 AA0 10 45 10 100

2HLE 100 500 AA0 10 50 10 100

2HLE 100 550 AB0 10 55 10 110

2HLE 100 600 AB0 10 60 10 110

2HLE 100 650 AC0 10 65 10 120

2HLE 100 700 AC0 10 70 10 120

2HLE 120 300 CA0 12 30 12 100

2HLE 120 350 CA0 12 35 12 100

2HLE 120 400 CA0 12 40 12 100

2HLE 120 450 CA0 12 45 12 100

2HLE 120 500 CA0 12 50 12 100

2HLE 120 550 CB0 12 55 12 110
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�Ɤⴉ
2 Flutes Long Length Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2HLE 120 600 CB0 12 60 12 110

2HLE 120 700 CD0 12 70 12 130

2HLE 140 500 EB0 14 50 14 110

2HLE 160 400 GF0 16 40 16 150

2HLE 160 550 GC0 16 55 16 120

2HLE 160 700 GD0 16 70 16 130

2HLE 200 500 KF0 20 50 20 150

2HLE 200 600 KD0 20 60 20 130

2HLE 250 750 PF0 25 75 25 150

  䱸⽀欰❡ Order Production

PAGE

No.2502 30°
OD



 unit(mm)

109

H

R
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-P

R
O

A
B

S
D

-P
R

O
S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助⿫侧

PAGE

No.2514HRE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRE 008 020 445 0.8 1.2 2 4 45

4HRE 008 040 445 0.8 1.2 4 4 45

4HRE 008 060 445 0.8 1.2 6 4 45

4HRE 008 080 445 0.8 1.2 8 4 45

4HRE 008 100 445 0.8 1.2 10 4 45

4HRE 008 120 445 0.8 1.2 12 4 45

4HRE 008 160 445 0.8 1.2 16 4 45

4HRE 009 020 445 0.9 1.4 2 4 45

4HRE 009 060 445 0.9 1.4 6 4 45

4HRE 009 080 445 0.9 1.4 8 4 45

4HRE 009 100 445 0.9 1.4 10 4 45

4HRE 010 020 445 1 1.5 2 4 45

4HRE 010 030 445 1 1.5 3 4 45

4HRE 010 040 445 1 1.5 4 4 45

4HRE 010 060 445 1 1.5 6 4 45

4HRE 010 080 445 1 1.5 8 4 45

4HRE 010 100 445 1 1.5 10 4 45

4HRE 010 120 445 1 1.5 12 4 45

4HRE 010 140 450 1 1.5 14 4 50

4HRE 010 160 450 1 1.5 16 4 50

4HRE 010 200 450 1 1.5 20 4 50

4HRE 010 250 460 1 1.5 25 4 60

4HRE 012 040 445 1.2 1.8 4 4 45

4HRE 012 060 445 1.2 1.8 6 4 45

4HRE 012 080 445 1.2 1.8 8 4 45

4 Flutes Rib Flat End Mills

�帾就ⴉ
4 30°

OD
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4 Flutes Rib Flat End Mills

�帾就ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRE 012 100 445 1.2 1.8 10 4 45

4HRE 012 120 445 1.2 1.8 12 4 45

4HRE 012 160 450 1.2 1.8 16 4 50

4HRE 015 040 445 1.5 2.3 4 4 45

4HRE 015 060 445 1.5 2.3 6 4 45

4HRE 015 080 445 1.5 2.3 8 4 45

4HRE 015 100 445 1.5 2.3 10 4 45

4HRE 015 120 445 1.5 2.3 12 4 45

4HRE 015 160 450 1.5 2.3 16 4 50

4HRE 015 200 450 1.5 2.3 20 4 50

4HRE 015 250 460 1.5 2.3 25 4 60

4HRE 020 040 445 2 3 4 4 45

4HRE 020 060 445 2 3 6 4 45

4HRE 020 080 445 2 3 8 4 45

4HRE 020 100 445 2 3 10 4 45

4HRE 020 120 445 2 3 12 4 45

4HRE 020 140 450 2 3 14 4 50

4HRE 020 160 450 2 3 16 4 50

4HRE 020 180 450 2 3 18 4 50

4HRE 020 200 450 2 3 20 4 50

4HRE 020 250 460 2 3 25 4 60

4HRE 020 300 470 2 3 30 4 70

4HRE 025 100 445 2.5 3.8 10 4 45

4HRE 025 120 445 2.5 3.8 12 4 45

4HRE 025 160 450 2.5 3.8 16 4 50

4HRE 025 200 450 2.5 3.8 20 4 50

4HRE 025 250 460 2.5 3.8 25 4 60

4HRE 025 300 470 2.5 3.8 30 4 70

4HRE 030 060 645 3 4.5 6 6 45

4HRE 030 080 650 3 4.5 8 6 50

4HRE 030 100 650 3 4.5 10 6 50

4HRE 030 120 650 3 4.5 12 6 50

4HRE 030 160 660 3 4.5 16 6 60

4HRE 030 200 660 3 4.5 20 6 60

4HRE 030 250 665 3 4.5 25 6 65
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�帾就ⴉ
4 Flutes Rib Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HRE 030 300 670 3 4.5 30 6 70

4HRE 030 350 680 3 4.5 35 6 80

4HRE 030 400 680 3 4.5 40 6 80

4HRE 040 080 650 4 6 8 6 50

4HRE 040 100 650 4 6 10 6 50

4HRE 040 120 650 4 6 12 6 50

4HRE 040 160 660 4 6 16 6 60

4HRE 040 200 660 4 6 20 6 60

4HRE 040 250 665 4 6 25 6 65

4HRE 040 300 670 4 6 30 6 70

4HRE 040 400 680 4 6 40 6 80

4HRE 040 450 690 4 6 45 6 90

4HRE 040 500 6A0 4 6 50 6 100

4HRE 050 160 660 5 8 16 6 60

4HRE 050 200 660 5 8 20 6 60

4HRE 050 250 665 5 8 25 6 65

4HRE 050 300 670 5 8 30 6 70

4HRE 050 400 680 5 8 40 6 80

4HRE 050 500 6A0 5 8 50 6 100

4HRE 060 200 660 6 9 20 6 60

4HRE 060 300 670 6 9 30 6 70

4HRE 060 400 690 6 9 40 6 90

4HRE 060 500 6A0 6 9 50 6 100

4HRE 080 200 865 8 12 20 8 65

4HRE 080 300 880 8 12 30 8 80

4HRE 080 400 8A0 8 12 40 8 100

4HRE 100 250 A70 10 15 25 10 70

4HRE 100 350 AA0 10 15 35 10 100

4HRE 100 450 AA0 10 15 45 10 100

4HRE 120 300 C80 12 18 30 12 80

4HRE 120 400 CB0 12 18 40 12 110

4HRE 120 500 CB0 12 18 50 12 110
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No.2524HPE
4 Flutes Flat End Mills

�ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HPE 008 016 445 0.8 1.6 4 45

4HPE 010 025 445 1 2.5 4 45

4HPE 010 025 645 1 2.5 6 45

4HPE 012 040 445 1.2 4 4 45

4HPE 015 040 445 1.5 4 4 45

4HPE 015 040 645 1.5 4 6 45

4HPE 020 060 445 2 6 4 45

4HPE 020 060 645 2 6 6 45

4HPE 025 080 445 2.5 8 4 45

4HPE 025 080 645 2.5 8 6 45

4HPE 030 100 350 3 10 3 50

4HPE 030 100 450 3 10 4 50

4HPE 030 100 650 3 10 6 50

4HPE 035 100 650 3.5 10 6 50

4HPE 040 120 450 4 12 4 50

4HPE 040 120 650 4 12 6 50

4HPE 045 120 650 4.5 12 6 50

4HPE 050 150 650 5 15 6 50

4HPE 055 150 650 5.5 15 6 50

4HPE 060 150 650 6 15 6 50

4HPE 060 150 675 6 15 6 75

4HPE 060 150 6A0 6 15 6 100

4HPE 070 200 865 7 20 8 65

4HPE 080 200 865 8 20 8 65

4HPE 080 200 875 8 20 8 75

4 30°
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No.252�ⴉ
4 Flutes Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HPE 080 200 8A0 8 20 8 100

4HPE 100 250 A70 10 25 10 70

4HPE 100 250 A75 10 25 10 75

4HPE 100 250 AA0 10 25 10 100

4HPE 120 300 C80 12 30 12 80

4HPE 120 300 CA0 12 30 12 100

4HPE 140 350 E90 14 35 14 90

4HPE 160 400 GA0 16 40 16 100

4HPE 180 450 IA0 18 45 18 100

4HPE 200 450 KA0 20 45 20 100

4 30°
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4HLE
�Ɤⴉ
4 Flutes Long Length Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HLE 010 030 660 1 3 6 60

4HLE 010 050 660 1 5 6 60

4HLE 010 070 660 1 7 6 60

4HLE 015 060 660 1.5 6 6 60

4HLE 015 080 660 1.5 8 6 60

4HLE 015 100 660 1.5 10 6 60

4HLE 020 080 660 2 8 6 60

4HLE 020 100 660 2 10 6 60

4HLE 020 120 660 2 12 6 60

4HLE 020 150 660 2 15 6 60

4HLE 030 100 670 3 10 6 70

4HLE 030 150 670 3 15 6 70

4HLE 030 200 670 3 20 6 70

4HLE 030 250 670 3 25 6 70

4HLE 030 300 670 3 30 6 70

4HLE 040 120 670 4 12 6 70

4HLE 040 150 470 4 15 4 70

4HLE 040 150 670 4 15 6 70

4HLE 040 200 470 4 20 4 70

4HLE 040 200 670 4 20 6 70

4HLE 040 250 670 4 25 6 70

4HLE 040 300 675 4 30 6 75

4HLE 040 350 675 4 35 6 75

4HLE 040 400 680 4 40 6 80
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�Ɤⴉ
4 Flutes Long Length Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HLE 050 200 670 5 20 6 70

4HLE 050 250 670 5 25 6 70

4HLE 050 300 675 5 30 6 75

4HLE 050 400 680 5 40 6 80

4HLE 060 200 670 6 20 6 70

4HLE 060 200 6A0 6 20 6 100

4HLE 060 250 675 6 25 6 75

4HLE 060 250 6A0 6 25 6 100

4HLE 060 300 680 6 30 6 80

4HLE 060 350 680 6 35 6 80

4HLE 060 400 690 6 40 6 90

4HLE 080 250 875 8 25 8 75

4HLE 080 250 8A0 8 25 8 100

4HLE 080 300 880 8 30 8 80

4HLE 080 300 8A0 8 30 8 100

4HLE 080 300 8F0 8 30 8 150

4HLE 080 350 880 8 35 8 80

4HLE 080 400 890 8 40 8 90

4HLE 080 450 8A0 8 45 8 100

4HLE 080 500 8A0 8 50 8 100

4HLE 080 550 8A0 8 55 8 100

4HLE 100 300 A80 10 30 10 80

4HLE 100 350 AA0 10 35 10 100

4HLE 100 350 AF0 10 35 10 150

4HLE 100 400 AA0 10 40 10 100

4HLE 100 450 AA0 10 45 10 100

4HLE 100 500 AA0 10 50 10 100

4HLE 100 550 AB0 10 55 10 110

4HLE 100 600 AB0 10 60 10 110

4HLE 100 650 AC0 10 65 10 120

4HLE 100 700 AC0 10 70 10 120

4HLE 120 300 CA0 12 30 12 100

4HLE 120 350 CA0 12 35 12 100

4HLE 120 400 CA0 12 40 12 100
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�Ɤⴉ
4 Flutes Long Length Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HLE 120 400 CF0 12 40 12 150

4HLE 120 450 CA0 12 45 12 100

4HLE 120 500 CA0 12 50 12 100

4HLE 120 550 CB0 12 55 12 110

4HLE 120 600 CB0 12 60 12 110

4HLE 120 700 CD0 12 70 12 130

4HLE 140 500 EB0 14 50 14 110

4HLE 160 400 GF0 16 40 16 150

4HLE 160 550 GC0 16 55 16 120

4HLE 160 700 GD0 16 70 16 130

4HLE 200 500 KF0 20 50 20 150

4HLE 200 600 KD0 20 60 20 130

4HLE 250 750 PF0 25 75 25 150
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No.2544HHE
���䏝轟偑錬ⴉ
4 Flutes 43° HELIX Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4HHE 010 020 445 1 2 4 45

4HHE 010 020 645 1 2 6 45

4HHE 015 040 445 1.5 4 4 45

4HHE 015 040 645 1.5 4 6 45

4HHE 020 050 445 2 5 4 45

4HHE 020 050 645 2 5 6 45

4HHE 030 080 350 3 8 3 50

4HHE 030 080 445 3 8 4 45

4HHE 030 080 650 3 8 6 50

4HHE 040 100 460 4 10 4 60

4HHE 040 100 650 4 10 6 50

4HHE 040 120 445 4 12 4 45

4HHE 050 130 650 5 13 6 50

4HHE 060 150 650 6 15 6 50

4HHE 060 150 675 6 15 6 75

4HHE 080 200 865 8 20 8 65

4HHE 080 200 875 8 20 8 75

4HHE 100 250 A70 10 25 10 70

4HHE 100 250 A75 10 25 10 75

4HHE 120 300 C80 12 30 12 80

4HHE 160 400 GA0 16 40 16 100

4HHE 200 450 KA0 20 45 20 100

4 43°
OD
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No.2556HPE
���䏝轟偑錬ⴉ
6 Flutes 45° HELIX Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

6HPE 060 150 650 6 15 6 50

6HPE 080 200 865 8 20 8 65

6HPE 100 250 A70 10 25 10 70

6HPE 120 300 C80 12 30 12 80

6HPE 160 400 GA0 16 40 16 100

6HPE 200 450 KA0 20 45 20 100

6 45°
OD
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No.256H2IRC
2 Flutes Inner Corner Radius

�ⰻ㕐錬ⴉ㕐錬ⴖⶵ


㘗〾
Model No.

䖇
Outside Diameter 

(D)

3錬䖇
Inner Radius 

(IR)

㢩䖇 Outside 
Diameter of Cut 

(d1)

剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2IRC 005 IR055 017 445 0.5 IR0.55 1.7 3 4 45

2IRC 005 IR06 018 445 0.5 IR0.6 1.8 3 4 45

2IRC 005 IR065 019 445 0.5 IR0.65 1.9 3 4 45

2IRC 005 IR07 020 445 0.5 IR0.7 2 3 4 45

2IRC 009 IR05 020 445 0.9 IR0.5 2 3 4 45

2IRC 009 IR075 025 445 0.9 IR0.75 2.5 4 4 45

2IRC 009 IR08 026 445 0.9 IR0.8 2.6 4 4 45

2IRC 009 IR085 027 445 0.9 IR0.85 2.7 4 4 45

2IRC 009 IR09 028 445 0.9 IR0.9 2.8 4 4 45

2IRC 009 IR095 029 445 0.9 IR0.95 2.9 4 4 45

2IRC 009 IR10 030 650 0.9 IR1.0 3 5 6 50

2IRC 009 IR125 035 650 0.9 IR1.25 3.5 5 6 50

2IRC 014 IR15 045 650 1.4 IR1.5 4.5 8 6 50

2IRC 014 IR20 055 650 1.4 IR2.0 5.5 10 6 50

2IRC 019 IR25 070 860 1.9 IR2.5 7 13 8 60

2IRC 019 IR30 080 860 1.9 IR3.0 8 - 8 60

2IRC 019 IR35 090 A70 1.9 IR3.5 9 13 10 70

2IRC 019 IR40 100 A70 1.9 IR4.0 10 - 10 70

2IRC 019 IR45 110 C80 1.9 IR4.5 11 13 12 80

2IRC 019 IR50 120 C80 1.9 IR5.0 12 - 12 80

2IRC 034 IR125 060 650 3.4 IR1.25 6 - 6 50

2IRC 039 IR10 060 650 3.9 IR1.0 6 - 6 50

2IRC 039 IR20 080 860 3.9 IR2.0 8 - 8 60

2IRC 039 IR60 160 G85 3.9 IR6.0 16 - 16 85
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 unit(mm)

120

PAGE

No.256H

2 Flutes Inner Corner Radius

�ⰻ㕐錬ⴉ㕐錬ⴖⶵ


㘗〾
Model No.

䖇
Outside Diameter 

(D)

3錬䖇
Inner Radius 

(IR)

㢩䖇 Outside 
Diameter of Cut 

(d1)

剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2IRC 039 IR80 200 K85 3.9 IR8.0 20 - 20 85

2IRC 049 IR05 060 660 4.9 IR0.5 6 - 6 60

2IRC 049 IR15 080 860 4.9 IR1.5 8 - 8 60

2IRC 059 IR10 080 860 5.9 IR1.0 8 - 8 60

2IRC 059 IR70 200 K85 5.9 IR7.0 20 - 20 85

  䱸⽀欰❡ Order Production
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No.257H4IRC
4 Flutes Inner Corner Radius

�ⰻ㕐錬ⴉ㕐錬ⴖⶵ


㘗〾
Model No.

䖇
Outside Diameter 

(D)

3錬䖇
Inner Radius 

(IR)

㢩䖇 Outside 
Diameter of Cut 

(d1)

厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4IRC 019 IR10 040 450 1.9 IR1.0 4 4 50

4IRC 024 IR075 040 450 2.4 IR0.75 4 4 50

4IRC 029 IR05 040 450 2.9 IR0.5 4 4 50

4IRC 039 IR10 060 650 3.9 IR1.0 6 6 50

4IRC 039 IR20 080 860 3.9 IR2.0 8 8 60

4IRC 039 IR30 100 A70 3.9 IR3.0 10 10 70

4IRC 039 IR40 120 C80 3.9 IR4.0 12 12 80

4IRC 039 IR60 160 G80 3.9 IR6.0 16 16 80

4IRC 049 IR05 060 650 4.9 IR0.5 6 6 50

4IRC 049 IR075 060 650 4.9 IR0.75 6 6 50

4IRC 049 IR15 080 860 4.9 IR1.5 8 8 60

4IRC 049 IR25 100 A70 4.9 IR2.5 10 10 70

4IRC 059 IR10 080 860 5.9 IR1.0 8 8 60

4IRC 059 IR20 100 A70 5.9 IR2.0 10 10 70

4IRC 059 IR30 120 C80 5.9 IR3.0 12 12 80

4IRC 059 IR50 160 G80 5.9 IR5.0 16 16 80

  䱸⽀欰❡ Order Production

4 R



PART 3
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꣇姺鿇䄶♷㟝䔁ⴖ䚍涸䕎韋霃雦
鷒さ⢪欽掚綫⽒渹
鷒さ⸇䊨帾⣩꬗
Geometry design to protect the breakage of cutting edge and 

improve the cutting performance

Optimized to use shrink-fit chuck

Suitable to side cutting.

侭⡤妳㘗 All Type

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

ALL 0 ~ -0.020
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2ARB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ARB 004 010 445 R0.2 0.4 1 4 45

2ARB 004 020 445 R0.2 0.4 2 4 45

2ARB 005 020 445 R0.25 0.5 2 4 45

2ARB 005 040 445 R0.25 0.5 4 4 45

2ARB 006 020 445 R0.3 0.6 2 4 45

2ARB 006 030 445 R0.3 0.6 3 4 45

2ARB 006 040 445 R0.3 0.6 4 4 45

2ARB 006 050 445 R0.3 0.6 5 4 45

2ARB 006 060 445 R0.3 0.6 6 4 45

2ARB 008 020 445 R0.4 0.8 2 4 45

2ARB 008 030 445 R0.4 0.8 3 4 45

2ARB 008 040 445 R0.4 0.8 4 4 45

2ARB 008 050 445 R0.4 0.8 5 4 45

2ARB 008 060 445 R0.4 0.8 6 4 45

2ARB 008 080 445 R0.4 0.8 8 4 45

2ARB 010 030 445 R0.5 1 3 4 45

2ARB 010 040 445 R0.5 1 4 4 45

2ARB 010 050 445 R0.5 1 5 4 45

2ARB 010 060 445 R0.5 1 6 4 45

2ARB 010 080 445 R0.5 1 8 4 45

2ARB 010 100 445 R0.5 1 10 4 45

2ARB 010 120 445 R0.5 1 12 4 45

2ARB 012 080 445 R0.6 1.2 8 4 45

2ARB 012 100 445 R0.6 1.2 10 4 45

2ARB 012 120 445 R0.6 1.2 12 4 45

�帾就椔ⴉ
2 Flutes Rib Ball End Mills

PAGE

No.2582 30°R
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2 Flutes Rib Ball End Mills

�帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ARB 015 060 445 R0.75 1.5 6 4 45

2ARB 015 080 445 R0.75 1.5 8 4 45

2ARB 015 100 445 R0.75 1.5 10 4 45

2ARB 015 120 445 R0.75 1.5 12 4 45

2ARB 015 160 450 R0.75 1.5 16 4 50

2ARB 016 080 445 R0.8 1.6 8 4 45

2ARB 016 120 445 R0.8 1.6 12 4 45

2ARB 020 080 445 R1.0 2 8 4 45

2ARB 020 100 445 R1.0 2 10 4 45

2ARB 020 120 445 R1.0 2 12 4 45

2ARB 020 160 450 R1.0 2 16 4 50

2ARB 020 200 450 R1.0 2 20 4 50

2ARB 025 080 650 R1.25 2.5 8 6 50

2ARB 030 120 650 R1.5 3 12 6 50

2ARB 030 160 660 R1.5 3 16 6 60

2ARB 030 200 660 R1.5 3 20 6 60

2ARB 030 250 665 R1.5 3 25 6 65

2ARB 040 120 650 R2.0 4 12 6 50

2ARB 040 160 660 R2.0 4 16 6 60

2ARB 040 200 660 R2.0 4 20 6 60

2ARB 040 250 665 R2.0 4 25 6 65

2ARB 040 300 670 R2.0 4 30 6 70

PAGE

No.2582 30°R
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㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ASB 004 010 650 R0.2 0.4 1 6 50

2ASB 005 015 650 R0.25 0.5 1.5 6 50

2ASB 006 015 650 R0.3 0.6 1.5 6 50

2ASB 008 020 650 R0.4 0.8 2 6 50

2ASB 010 025 650 R0.5 1 2.5 6 50

2ASB 015 040 650 R0.75 1.5 4 6 50

2ASB 020 060 650 R1.0 2 6 6 50

2ASB 025 060 650 R1.25 2.5 6 6 50

2ASB 030 080 650 R1.5 3 8 6 50

2ASB 040 100 650 R2.0 4 10 6 50

2ASB 050 120 650 R2.5 5 12 6 50

2ASB 060 150 660 R3.0 7 15 6 60

2ASB 080 200 860 R4.0 10 20 8 60

2ASB 100 250 A70 R5.0 12 25 10 70

2ASB 120 300 C80 R6.0 14 30 12 80

2 Flutes Short Ball End Mills

�瀉椔ⴉ
2ASB PAGE

No.2592 30°R
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2APB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2APB 004 008 445 R0.2 0.8 4 45

2APB 005 010 445 R0.25 1 4 45

2APB 006 012 445 R0.3 1.2 4 45

2APB 008 015 445 R0.4 1.5 4 45

2APB 010 020 650 R0.5 2 6 50

2APB 015 040 650 R0.75 4 6 50

2APB 020 050 660 R1.0 5 6 60

2APB 025 060 660 R1.25 6 6 60

2APB 030 080 360 R1.5 8 3 60

2APB 030 080 660 R1.5 8 6 60

2APB 035 080 660 R1.75 8 6 60

2APB 040 080 470 R2.0 8 4 70

2APB 040 080 670 R2.0 8 6 70

2APB 045 100 670 R2.25 10 6 70

2APB 050 100 680 R2.5 10 6 80

2APB 055 120 680 R2.75 12 6 80

2APB 060 120 690 R3.0 12 6 90

2APB 065 140 890 R3.25 14 8 90

2APB 070 140 890 R3.5 14 8 90

2APB 080 140 8A0 R4.0 14 8 100

2APB 090 180 AA0 R4.5 18 10 100

2APB 100 180 AA0 R5.0 18 10 100

2APB 100 250 AF0 R5.0 25 10 150

2APB 120 220 CB0 R6.0 22 12 110

2APB 120 300 CF0 R6.0 30 12 150

2 Flutes Ball End Mills

�椔ⴉ
PAGE

No.2602 30°R
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No.

2 Flutes Ball End Mills

�椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2APB 160 300 GA0 R8.0 30 16 100

2APB 160 300 GF0 R8.0 30 16 150

2APB 200 380 KA0 R10.0 38 20 100

2APB 200 380 KF0 R10.0 38 20 150

PAGE

No.2602 30°R
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2ARR
�帾就㕐ⴉ
2 Flutes Rib Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ARR 010 R02 030 650 1 R0.2 1.5 3 6 50

2ARR 010 R02 060 650 1 R0.2 1.5 6 6 50

2ARR 010 R02 080 650 1 R0.2 1.5 8 6 50

2ARR 015 R02 045 650 1.5 R0.2 2.3 4.5 6 50

2ARR 015 R02 100 650 1.5 R0.2 2.3 10 6 50

2ARR 015 R02 120 650 1.5 R0.2 2.3 12 6 50

2ARR 015 R05 045 650 1.5 R0.5 2.3 4.5 6 50

2ARR 020 R02 060 650 2 R0.2 3 6 6 50

2ARR 020 R02 120 650 2 R0.2 3 12 6 50

2ARR 020 R02 160 660 2 R0.2 3 16 6 60

2ARR 020 R05 060 650 2 R0.5 3 6 6 50

2ARR 025 R02 080 650 2.5 R0.2 4 8 6 50

2ARR 025 R05 080 650 2.5 R0.5 4 8 6 50

2ARR 030 R03 120 650 3 R0.3 4.5 12 6 50

2ARR 030 R03 160 660 3 R0.3 4.5 16 6 60

2ARR 030 R05 120 650 3 R0.5 4.5 12 6 50

2ARR 030 R05 160 660 3 R0.5 4.5 16 6 60

2ARR 030 R10 120 650 3 R1.0 4.5 12 6 50

2ARR 040 R03 150 660 4 R0.3 6 15 6 60

2ARR 040 R05 150 660 4 R0.5 6 15 6 60

2ARR 040 R05 200 660 4 R0.5 6 20 6 60

2ARR 040 R10 150 660 4 R1.0 6 15 6 60

2ARR 050 R03 180 660 5 R0.3 7.5 18 6 60

2ARR 050 R05 180 660 5 R0.5 7.5 18 6 60

2ARR 060 R03 180 660 6 R0.3 9 18 6 60

PAGE

No.2612 35°
CR
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2 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ARR 060 R05 180 660 6 R0.5 9 18 6 60

2ARR 060 R10 180 660 6 R1.0 9 18 6 60

2ARR 060 R15 180 660 6 R1.5 9 18 6 60

2ARR 080 R03 240 865 8 R0.3 12 24 8 65

2ARR 080 R05 240 865 8 R0.5 12 24 8 65

2ARR 080 R10 240 865 8 R1.0 12 24 8 65

2ARR 080 R15 240 865 8 R1.5 12 24 8 65

2ARR 100 R03 300 A70 10 R0.3 15 30 10 70

2ARR 100 R05 300 A70 10 R0.5 15 30 10 70

2ARR 100 R10 300 A70 10 R1.0 15 30 10 70

2ARR 100 R15 300 A70 10 R1.5 15 30 10 70

2ARR 120 R05 300 C80 12 R0.5 18 30 12 80

2ARR 120 R10 300 C80 12 R1.0 18 30 12 80

2ARR 120 R15 300 C80 12 R1.5 18 30 12 80

PAGE
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No.2622ACR
2 Flutes Corner Radius End Mills

�㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ACR 060 R05 130 690 6 R0.5 13 6 90

2ACR 060 R10 130 690 6 R1.0 13 6 90

2ACR 080 R05 190 8A0 8 R0.5 19 8 100

2ACR 080 R10 190 8A0 8 R1.0 19 8 100

2ACR 100 R05 220 AA0 10 R0.5 22 10 100

2ACR 100 R10 220 AA0 10 R1.0 22 10 100

2ACR 120 R05 260 CB0 12 R0.5 26 12 110

2ACR 120 R10 260 CB0 12 R1.0 26 12 110

2 35°
CR
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No.2632ALR
2 Flutes Long Shank Corner Radius End Mills

�Ɤ厑㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ALR 060 R05 180 680 6 R0.5 9 18 6 80

2ALR 060 R10 180 680 6 R1.0 9 18 6 80

2ALR 080 R05 240 890 8 R0.5 12 24 8 90

2ALR 080 R10 240 890 8 R1.0 12 24 8 90

2ALR 100 R05 300 AA0 10 R0.5 15 30 10 100

2ALR 100 R10 300 AA0 10 R1.0 15 30 10 100

2ALR 120 R05 300 CB0 12 R0.5 18 30 12 110

2ALR 120 R10 300 CB0 12 R1.0 18 30 12 110

2 35°
CR
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No.2644ARR
4 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4ARR 020 R03 060 650 2 R0.3 3 6 6 50

4ARR 030 R03 120 650 3 R0.3 4.5 12 6 50

4ARR 030 R03 160 660 3 R0.3 4.5 16 6 60

4ARR 030 R05 120 650 3 R0.5 4.5 12 6 50

4ARR 030 R05 160 660 3 R0.5 4.5 16 6 60

4ARR 040 R03 150 660 4 R0.3 6 15 6 60

4ARR 040 R03 200 660 4 R0.3 6 20 6 60

4ARR 040 R05 150 660 4 R0.5 6 15 6 60

4ARR 040 R05 200 660 4 R0.5 6 20 6 60

4ARR 040 R10 150 660 4 R1.0 6 15 6 60

4ARR 060 R05 180 660 6 R0.5 9 18 6 60

4ARR 060 R10 180 660 6 R1.0 9 18 6 60

4ARR 060 R15 180 660 6 R1.5 9 18 6 60

4ARR 080 R05 240 865 8 R0.5 12 24 8 65

4ARR 080 R10 240 865 8 R1.0 12 24 8 65

4ARR 080 R15 240 865 8 R1.5 12 24 8 65

4ARR 080 R20 240 865 8 R2.0 12 24 8 65

4ARR 100 R05 300 A70 10 R0.5 15 30 10 70

4ARR 100 R10 300 A70 10 R1.0 15 30 10 70

4ARR 100 R15 300 A70 10 R1.5 15 30 10 70

4ARR 100 R20 300 A70 10 R2.0 15 30 10 70

4ARR 120 R05 300 C80 12 R0.5 18 30 12 80

4ARR 120 R10 300 C80 12 R1.0 18 30 12 80

4ARR 120 R15 300 C80 12 R1.5 18 30 12 80

4ARR 120 R20 300 C80 12 R2.0 18 30 12 80

4 45°
CR
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No.2654ACR
4 Flutes Corner Radius End Mills

�㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4ACR 060 R05 130 690 6 R0.5 13 6 90

4ACR 060 R10 130 690 6 R1.0 13 6 90

4ACR 080 R05 190 8A0 8 R0.5 19 8 100

4ACR 080 R10 190 8A0 8 R1.0 19 8 100

4ACR 100 R05 220 AA0 10 R0.5 22 10 100

4ACR 100 R10 220 AA0 10 R1.0 22 10 100

4ACR 120 R05 260 CB0 12 R0.5 26 12 110

4ACR 120 R10 260 CB0 12 R1.0 26 12 110

4 35°
CR
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No.2664ALR
4 Flutes Long Shank Corner Radius End Mills

�Ɤ厑㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4ALR 060 R05 180 680 6 R0.5 9 18 6 80

4ALR 060 R10 180 680 6 R1.0 9 18 6 80

4ALR 080 R05 240 8A0 8 R0.5 12 24 8 100

4ALR 080 R10 240 8A0 8 R1.0 12 24 8 100

4ALR 100 R05 300 AA0 10 R0.5 15 30 10 100

4ALR 100 R10 300 AA0 10 R1.0 15 30 10 100

4ALR 120 R05 300 CB0 12 R0.5 18 30 12 110

4ALR 120 R10 300 CB0 12 R1.0 18 30 12 110

4 45°
CR
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2ARE
2 Flutes Rib Flat End Mills

�帾就ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ARE 004 010 445 0.4 0.6 1 4 45

2ARE 004 020 445 0.4 0.6 2 4 45

2ARE 005 020 445 0.5 0.7 2 4 45

2ARE 005 030 445 0.5 0.7 3 4 45

2ARE 005 040 445 0.5 0.7 4 4 45

2ARE 006 020 445 0.6 0.9 2 4 45

2ARE 006 030 445 0.6 0.9 3 4 45

2ARE 006 040 445 0.6 0.9 4 4 45

2ARE 006 050 445 0.6 0.9 5 4 45

2ARE 006 060 445 0.6 0.9 6 4 45

2ARE 007 030 445 0.7 1 3 4 45

2ARE 007 040 445 0.7 1 4 4 45

2ARE 007 060 445 0.7 1 6 4 45

2ARE 008 020 445 0.8 1.2 2 4 45

2ARE 008 030 445 0.8 1.2 3 4 45

2ARE 008 040 445 0.8 1.2 4 4 45

2ARE 008 050 445 0.8 1.2 5 4 45

2ARE 008 060 445 0.8 1.2 6 4 45

2ARE 008 080 445 0.8 1.2 8 4 45

2ARE 010 030 445 1 1.5 3 4 45

2ARE 010 040 445 1 1.5 4 4 45

2ARE 010 050 445 1 1.5 5 4 45

2ARE 010 060 445 1 1.5 6 4 45

2ARE 010 080 445 1 1.5 8 4 45

2ARE 010 100 445 1 1.5 10 4 45
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2 Flutes Rib Flat End Mills

�帾就ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ARE 010 120 445 1 1.5 12 4 45

2ARE 012 080 445 1.2 1.8 8 4 45

2ARE 012 100 445 1.2 1.8 10 4 45

2ARE 012 120 445 1.2 1.8 12 4 45

2ARE 015 060 445 1.5 2.3 6 4 45

2ARE 015 080 445 1.5 2.3 8 4 45

2ARE 015 100 445 1.5 2.3 10 4 45

2ARE 015 120 445 1.5 2.3 12 4 45

2ARE 015 160 450 1.5 2.3 16 4 50

2ARE 020 080 445 2 3 8 4 45

2ARE 020 100 445 2 3 10 4 45

2ARE 020 120 445 2 3 12 4 45

2ARE 020 160 450 2 3 16 4 50

2ARE 020 200 450 2 3 20 4 50

2ARE 025 080 650 2.5 3.8 8 6 50

2ARE 025 120 650 2.5 3.8 12 6 50

2ARE 030 120 650 3 4.5 12 6 50

2ARE 030 160 660 3 4.5 16 6 60

2ARE 030 200 660 3 4.5 20 6 60

2ARE 040 120 650 4 6 12 6 50

2ARE 040 160 660 4 6 16 6 60

2ARE 040 200 660 4 6 20 6 60

2ARE 040 250 665 4 6 25 6 65
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2APE
2 Flutes Flat End Mills

�ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2APE 004 008 445 0.4 0.8 4 45

2APE 005 010 445 0.5 1 4 45

2APE 006 012 445 0.6 1.2 4 45

2APE 007 014 445 0.7 1.4 4 45

2APE 008 016 445 0.8 1.6 4 45

2APE 010 025 645 1 2.5 6 45

2APE 012 040 645 1.2 4 6 45

2APE 015 040 645 1.5 4 6 45

2APE 020 060 645 2 6 6 45

2APE 025 080 650 2.5 8 6 50

2APE 030 100 350 3 10 3 50

2APE 030 100 650 3 10 6 50

2APE 035 100 650 3.5 10 6 50

2APE 040 120 455 4 12 4 55

2APE 040 120 650 4 12 6 50

2APE 045 120 650 4.5 12 6 50

2APE 050 150 650 5 15 6 50

2APE 055 150 650 5.5 15 6 50

2APE 060 150 650 6 15 6 50

2APE 065 150 865 6.5 15 8 65

2APE 070 200 865 7 20 8 65

2APE 075 200 865 7.5 20 8 65

2APE 080 200 865 8 20 8 65

2APE 085 200 A65 8.5 20 10 65

2APE 090 250 A70 9 25 10 70
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2 Flutes Flat End Mills

�ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2APE 095 250 A70 9.5 25 10 70

2APE 100 250 A70 10 25 10 70

2APE 105 280 C80 10.5 25 12 70

2APE 110 300 C80 11 25 12 70

2APE 115 250 C70 11.5 25 12 70

2APE 120 300 C80 12 30 12 80

2APE 130 350 E90 13 35 14 90

2APE 140 350 E90 14 35 14 90

2APE 160 400 GA0 16 40 16 100

2APE 180 450 IA0 18 45 18 100

2APE 200 450 KA0 20 45 20 100
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No.2692AEL
2 Flutes Long Length Flat End Mills

�Ɤ厑ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2AEL 010 040 645 1 4 6 45

2AEL 020 080 645 2 8 6 45

2AEL 030 120 650 3 12 6 50

2AEL 030 150 660 3 15 6 60

2AEL 040 160 660 4 16 6 60

2AEL 040 200 670 4 20 6 70

2AEL 050 250 680 5 25 6 80

2AEL 060 200 670 6 20 6 70

2AEL 060 250 680 6 25 6 80

2AEL 080 280 890 8 28 8 90

2AEL 080 350 890 8 35 8 90

2AEL 100 350 AA0 10 35 10 100

2AEL 100 450 AB0 10 45 10 110

2AEL 120 400 CB0 12 40 12 110

2 30°
OD
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No.2704APE
�ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4APE 020 060 645 2 6 6 45

4APE 025 080 645 2.5 8 6 45

4APE 030 100 650 3 10 6 50

4APE 035 100 650 3.5 10 6 50

4APE 040 120 650 4 12 6 50

4APE 045 120 650 4.5 12 6 50

4APE 050 150 650 5 15 6 50

4APE 055 150 650 5.5 15 6 50

4APE 060 150 650 6 15 6 50

4APE 065 180 865 6.5 18 8 65

4APE 070 200 865 7 20 8 65

4APE 075 200 865 7.5 20 8 65

4APE 080 200 865 8 20 8 65

4APE 085 230 A65 8.5 23 10 65

4APE 090 250 A70 9 25 10 70

4APE 095 250 A70 9.5 25 10 70

4APE 100 250 A70 10 25 10 70

4APE 105 280 C70 10.5 28 12 70

4APE 110 280 C70 11 28 12 70

4APE 115 300 C70 11.5 30 12 70

4APE 120 300 C80 12 30 12 80

4APE 130 350 E90 13 35 14 90

4APE 140 350 E90 14 35 14 90

4APE 160 400 GA0 16 40 16 100

4APE 180 450 IA0 18 45 18 100

4APE 200 450 KA0 20 45 20 100

4 Flutes Flat End Mills

4 30°
OD
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No.2714AEL
4 Flutes Long Length Flat End Mills

�Ɤ厑ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4AEL 020 080 645 2 8 6 45

4AEL 030 150 660 3 15 6 60

4AEL 040 200 670 4 20 6 70

4AEL 050 250 680 5 25 6 80

4AEL 060 200 670 6 20 6 70

4AEL 060 250 680 6 25 6 80

4AEL 080 300 890 8 30 8 90

4AEL 080 350 890 8 35 8 90

4AEL 100 350 AA0 10 35 10 100

4AEL 100 450 AB0 10 45 10 110

4AEL 120 400 CB0 12 40 12 110

4AEL 120 500 CB0 12 50 12 110

4AEL 120 600 CC0 12 60 12 120

  䱸⽀欰❡ Order Production

4 30°
OD
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No.2724APL
4 Flutes Long Shank Flat End Mills

�Ɤ厑ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4APL 040 180 470 4 6 18 4 70

4APL 060 180 680 6 9 18 6 80

4APL 080 240 8A0 8 12 24 8 100

4APL 100 300 AA0 10 15 30 10 100

4APL 120 300 CB0 12 18 30 12 110

4 30°
OD
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何㊣罣䚍�刿䘯罜磦涸⸇䊨鷒さ磦⸇䊨

㕐徽䱖屦霃雦
ⲷ㼰ⴖ䫺䫑⸂�㟝⸇ⴉ㼐ㄏ
Rapid and rough machining

Easy to chips disposal

Increased tool life by reducing cutting resistance

岚ꜫⴉ Roughing
㽯㼄

D Size
䖇䊴(mm)

D Tolerance

6 ~ 12 0 ~ -0.04

14 ~ 20 0 ~ -0.05

ⴉ Flat
㽯㼄

D Size
䖇䊴(mm)

D Tolerance

6 ~ 12 0 ~ -0.025

14 ~ 20 0 ~ -0.030
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No.2733XOE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3XOE 030 100 650 3 10 6 50

3XOE 040 100 650 4 10 6 50

3XOE 060 090 660 6 9 6 60

3XOE 060 150 660 6 15 6 60

3XOE 080 120 865 8 12 8 65

3XOE 080 200 865 8 20 8 65

  倜❡ㅷ New Production

3 Flutes Roughing End Mills

�岚ꜫⴉ
3 20°

OD
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No.2734XOE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4XOE 100 150 A70 10 15 10 70

4XOE 100 250 A70 10 25 10 70

4XOE 120 180 C80 12 18 12 80

4XOE 120 300 C80 12 30 12 80

4XOE 140 250 EA0 14 25 14 100

4XOE 160 250 GA0 16 25 16 100

4XOE 160 400 GA0 16 40 16 100

4 Flutes Roughing End Mills

�岚ꜫⴉ
4 20°

OD



 unit(mm)

148

XR
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-

P
R

O
A

B
S

D
-P

R
O

S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助
⿫侧

PAGE

No.2762XPE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2XPE 060 120 660 6 12 6 60

2XPE 060 150 660 6 15 6 60

2XPE 060 200 660 6 20 6 60

2XPE 080 160 870 8 16 8 70

2XPE 080 200 870 8 20 8 70

2XPE 080 250 870 8 25 8 70

2XPE 100 220 A75 10 22 10 75

2XPE 100 250 A75 10 25 10 75

2XPE 100 300 A75 10 30 10 75

2XPE 120 260 C80 12 26 12 80

2XPE 120 300 C80 12 30 12 80

2XPE 120 350 CA0 12 35 12 100

2XPE 120 400 CA0 12 40 12 100

2XPE 160 320 GA0 16 32 16 100

2XPE 160 400 GA0 16 40 16 100

2 Flutes Flat End Mills

�ⴉ
2 30°

OD
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No.2774XPE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4XPE 030 080 655 3 8 6 55

4XPE 040 100 655 4 10 6 55

4XPE 050 130 655 5 13 6 55

4XPE 060 120 660 6 12 6 60

4XPE 060 150 660 6 15 6 60

4XPE 060 200 660 6 20 6 60

4XPE 080 160 870 8 16 8 70

4XPE 080 200 870 8 20 8 70

4XPE 080 250 870 8 25 8 70

4XPE 100 220 A75 10 22 10 75

4XPE 100 250 A75 10 25 10 75

4XPE 100 300 A75 10 30 10 75

4XPE 120 260 C80 12 26 12 80

4XPE 120 300 C80 12 30 12 80

4XPE 120 350 CA0 12 35 12 100

4XPE 120 400 CA0 12 40 12 100

4XPE 160 320 GA0 16 32 16 100

4XPE 160 400 GA0 16 40 16 100

  倜❡ㅷ New Production

4 Flutes Flat End Mills
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4 30°
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No.2744XREV

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

⦜錬
Chamfer 

(C)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4XREV 030 100 660 3 0.05 8 10 6 60

4XREV 040 150 660 4 0.05 11 15 6 60

4XREV 050 180 660 5 0.05 13 18 6 60

4XREV 060 200 660 6 0.1 13 20 6 60

4XREV 080 260 870 8 0.1 19 26 8 70

4XREV 100 300 A75 10 0.1 22 30 10 75

4XREV 120 360 C80 12 0.1 26 36 12 80

4XREV 140 360 EB0 14 0.15 26 36 14 110

4XREV 160 420 GB0 16 0.15 32 42 16 110

4XREV 200 520 KB0 20 0.15 38 52 20 110

  倜❡ㅷ New Production

�97*$帾就ⴉ
4 Flutes X-VIC Rib Flat End Mills

4 46°
OD
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No.2754XPEV

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

⦜錬
Chamfer 

(C)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4XPEV 030 080 660 3 0.05 8 6 60

4XPEV 040 110 660 4 0.05 11 6 60

4XPEV 050 130 660 5 0.05 13 6 60

4XPEV 060 130 660 6 0.1 13 6 60

4XPEV 080 190 870 8 0.1 19 8 70

4XPEV 100 220 A75 10 0.1 22 10 75

4XPEV 120 260 C80 12 0.1 26 12 80

4XPEV 140 260 EB0 14 0.15 26 14 110

4XPEV 160 320 GB0 16 0.15 32 16 110

4XPEV 200 380 KB0 20 0.15 38 20 110

  倜❡ㅷ New Production

�97*$ⴉ
4 Flutes X-VIC Flat End Mills

4 46°
OD
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䫑䫐⸓涸♶瘝ⶵ䕎朐霃雦
欽�㟝⸇䱖屦瑞ꢂ勻鴩ⵋⴖ꬗⯔徽
さꆃꛩ�464禸⴨�ꛢ瘝ꦼⴖ勞俱⸇䊨傞䚍腉⼾馉
Unequal flute

Excellent surface roughness and smooth chip disposal

Outstanding performance for Alloy steels, SUS, Titanium and 

hard to cut materials

椔ⴉ Ball
㽯㼄

D Size
䖇䊴(mm)

D Tolerance
椔䖇(mm)

R Size
3䊴(mm)
R Tolerance

3 ~ 5 0 ~ -0.010 R1.5 ~ R2.5 ±0.010

6 ~ 12 0 ~ -0.015 R3 ~ R6 ±0.010

16 ~ 20 0 ~ -0.025 R8 ~ R10 ±0.015

㕐ⴉ Corner Radius
㽯㼄

D Size
䖇䊴(mm)

D Tolerance
椔䖇(mm)

R Size
3䊴(mm)
R Tolerance

1 ~ 5 0 ~ -0.010 R0.1 ~ R0.5 ±0.005

6 ~ 12 0 ~ -0.015 R1 ~ R1.5 ±0.010

14 ~ 20 0 ~ -0.025 R2 ~ R3 ±0.015

ⴉ Flat
㽯㼄

D Size
䖇䊴(mm)

D Tolerance

1 ~ 5 0 ~ -0.010

6 ~ 12 0 ~ -0.015

14 ~ 20 0 ~ -0.025
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No.2784SUB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SUB 030 080 660 R1.5 8 6 60

4SUB 040 080 670 R2.0 8 6 70

4SUB 050 120 680 R2.5 12 6 80

4SUB 060 120 690 R3.0 12 6 90

4SUB 080 160 8A0 R4.0 16 8 100

4SUB 100 200 AA0 R5.0 20 10 100

4SUB 120 250 CA0 R6.0 25 12 100

4SUB 160 300 GA0 R8.0 30 16 100

4SUB 200 380 KA0 R10.0 38 20 100

4 Flutes Ball End Mills For SUS

�464⸇䊨欽椔ⴉ
4 45°R
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4SUR

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SUR 010 R01 025 650 1 R0.1 2.5 6 50

4SUR 010 R02 025 650 1 R0.2 2.5 6 50

4SUR 012 R01 030 650 1.2 R0.1 3 6 50

4SUR 015 R01 040 650 1.5 R0.1 4 6 50

4SUR 015 R02 040 650 1.5 R0.2 4 6 50

4SUR 020 R01 060 650 2 R0.1 6 6 50

4SUR 020 R02 060 650 2 R0.2 6 6 50

4SUR 025 R02 070 650 2.5 R0.2 7 6 50

4SUR 030 R02 080 655 3 R0.2 8 6 55

4SUR 030 R03 080 655 3 R0.3 8 6 55

4SUR 030 R05 080 655 3 R0.5 8 6 55

4SUR 040 R02 100 655 4 R0.2 10 6 55

4SUR 040 R03 100 655 4 R0.3 10 6 55

4SUR 040 R05 100 655 4 R0.5 10 6 55

4SUR 050 R02 150 660 5 R0.2 15 6 60

4SUR 050 R03 150 660 5 R0.3 15 6 60

4SUR 050 R05 150 660 5 R0.5 15 6 60

4SUR 060 R02 150 660 6 R0.2 15 6 60

4SUR 060 R03 130 660 6 R0.3 13 6 60

4SUR 060 R03 150 660 6 R0.3 15 6 60

4SUR 060 R05 150 660 6 R0.5 15 6 60

4SUR 070 R03 160 865 7 R0.3 16 8 65

4SUR 080 R03 200 870 8 R0.3 20 8 70

4SUR 080 R05 200 870 8 R0.5 20 8 70

4 Flutes Corner Radius End Mills For SUS

�464⸇䊨欽㕐ⴉ
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4 Flutes Corner Radius End Mills For SUS

�464⸇䊨欽㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SUR 080 R10 200 870 8 R1.0 20 8 70

4SUR 090 R03 190 A70 9 R0.3 19 10 70

4SUR 100 R03 220 A70 10 R0.3 22 10 70

4SUR 100 R03 250 A75 10 R0.3 25 10 75

4SUR 100 R05 250 A75 10 R0.5 25 10 75

4SUR 100 R10 250 A75 10 R1.0 25 10 75

4SUR 100 R15 250 A75 10 R1.5 25 10 75

4SUR 100 R20 250 A75 10 R2.0 25 10 75

4SUR 100 R30 250 A75 10 R3.0 25 10 75

4SUR 120 R03 260 C80 12 R0.3 26 12 80

4SUR 120 R05 300 C80 12 R0.5 30 12 80

4SUR 120 R10 300 C80 12 R1.0 30 12 80

4SUR 120 R15 300 C80 12 R1.5 30 12 80

4SUR 120 R20 300 C80 12 R2.0 30 12 80

4SUR 120 R30 300 C80 12 R3.0 30 12 80

4SUR 120 R40 300 C80 12 R4.0 30 12 80

4SUR 140 R03 260 E90 14 R0.3 26 14 90

4SUR 160 R03 320 GA0 16 R0.3 32 16 100

4SUR 180 R03 320 IA0 18 R0.3 32 18 100

4SUR 200 R03 380 KA0 20 R0.3 38 20 100

  䱸⽀欰❡ Order Production
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4SURA

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SURA 010 R01 025 650 1 R0.1 2.5 6 50

4SURA 010 R02 025 650 1 R0.2 2.5 6 50

4SURA 012 R01 030 650 1.2 R0.1 3 6 50

4SURA 015 R01 040 650 1.5 R0.1 4 6 50

4SURA 015 R02 040 650 1.5 R0.2 4 6 50

4SURA 020 R01 060 650 2 R0.1 6 6 50

4SURA 020 R02 060 650 2 R0.2 6 6 50

4SURA 025 R02 070 650 2.5 R0.2 7 6 50

4SURA 030 R02 080 655 3 R0.2 8 6 55

4SURA 030 R03 080 655 3 R0.3 8 6 55

4SURA 030 R05 080 655 3 R0.5 8 6 55

4SURA 040 R02 100 655 4 R0.2 10 6 55

4SURA 040 R03 100 655 4 R0.3 10 6 55

4SURA 040 R05 100 655 4 R0.5 10 6 55

4SURA 050 R02 150 660 5 R0.2 15 6 60

4SURA 050 R03 150 660 5 R0.3 15 6 60

4SURA 050 R05 150 660 5 R0.5 15 6 60

4SURA 060 R02 150 660 6 R0.2 15 6 60

4SURA 060 R03 130 660 6 R0.3 13 6 60

4SURA 060 R03 150 660 6 R0.3 15 6 60

4SURA 060 R05 150 660 6 R0.5 15 6 60

4SURA 070 R03 160 865 7 R0.3 16 8 65

4SURA 080 R03 200 870 8 R0.3 20 8 70

4SURA 080 R05 200 870 8 R0.5 20 8 70

4SURA 080 R10 200 870 8 R1.0 20 8 70

4 Flutes Corner Radius End Mills For INCONEL

�Ꜵꞕ꜈さꆃ⸇䊨欽㕐ⴉ
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SURA 090 R03 190 A70 9 R0.3 19 10 70

4SURA 100 R03 220 A70 10 R0.3 22 10 70

4SURA 100 R03 250 A75 10 R0.3 25 10 75

4SURA 100 R05 250 A75 10 R0.5 25 10 75

4SURA 100 R10 250 A75 10 R1.0 25 10 75

4SURA 100 R15 250 A75 10 R1.5 25 10 75

4SURA 100 R20 250 A75 10 R2.0 25 10 75

4SURA 100 R30 250 A75 10 R3.0 25 10 75

4SURA 120 R03 260 C80 12 R0.3 26 12 80

4SURA 120 R05 300 C80 12 R0.5 30 12 80

4SURA 120 R10 300 C80 12 R1.0 30 12 80

4SURA 120 R15 300 C80 12 R1.5 30 12 80

4SURA 120 R20 300 C80 12 R2.0 30 12 80

4SURA 120 R30 300 C80 12 R3.0 30 12 80

4SURA 120 R40 300 C80 12 R4.0 30 12 80

4SURA 140 R03 260 E90 14 R0.3 26 14 90

4SURA 160 R03 320 GA0 16 R0.3 32 16 100

4SURA 180 R03 320 IA0 18 R0.3 32 18 100

4SURA 200 R03 380 KA0 20 R0.3 38 20 100

  䱸⽀欰❡ Order Production

  倜❡ㅷ New Production

�Ꜵꞕ꜈さꆃ⸇䊨欽㕐ⴉ
4 Flutes Corner Radius End Mills For INCONEL
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4SUE
4 Flutes Flat End Mills For SUS

�464⸇䊨欽ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SUE 010 025 650 1 2.5 6 50

4SUE 012 030 650 1.2 3 6 50

4SUE 015 040 650 1.5 4 6 50

4SUE 020 060 650 2 6 6 50

4SUE 025 070 650 2.5 7 6 50

4SUE 030 080 655 3 8 6 55

4SUE 030 100 660 3 10 6 60

4SUE 035 100 655 3.5 10 6 55

4SUE 040 100 655 4 10 6 55

4SUE 040 120 660 4 12 6 60

4SUE 045 120 655 4.5 12 6 55

4SUE 050 150 655 5 15 6 55

4SUE 055 150 660 5.5 15 6 60

4SUE 060 130 660 6 13 6 60

4SUE 060 150 660 6 15 6 60

4SUE 060 200 665 6 20 6 65

4SUE 065 150 860 6.5 15 8 60

4SUE 070 160 865 7 16 8 65

4SUE 070 200 870 7 20 8 70

4SUE 080 160 865 8 16 8 65

4SUE 080 200 870 8 20 8 70

4SUE 080 250 870 8 25 8 70

4SUE 080 300 880 8 30 8 80

4SUE 085 200 A70 8.5 20 10 70

PAGE
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�464⸇䊨欽ⴉ
4 Flutes Flat End Mills For SUS

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SUE 090 190 A70 9 19 10 70

4SUE 090 250 A80 9 25 10 80

4SUE 100 220 A70 10 22 10 70

4SUE 100 250 A75 10 25 10 75

4SUE 100 350 A85 10 35 10 85

4SUE 120 260 C80 12 26 12 80

4SUE 120 300 C80 12 30 12 80

4SUE 120 400 C90 12 40 12 90

4SUE 140 260 E90 14 26 14 90

4SUE 160 320 GA0 16 32 16 100

4SUE 180 320 IA0 18 32 18 100

4SUE 200 380 KA0 20 38 20 100

  䱸⽀欰❡ Order Production
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4SUEA

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SUEA 010 025 650 1 2.5 6 50

4SUEA 012 030 650 1.2 3 6 50

4SUEA 015 040 650 1.5 4 6 50

4SUEA 020 060 650 2 6 6 50

4SUEA 025 070 650 2.5 7 6 50

4SUEA 030 080 655 3 8 6 55

4SUEA 030 100 660 3 10 6 60

4SUEA 035 100 655 3.5 10 6 55

4SUEA 040 100 655 4 10 6 55

4SUEA 040 120 660 4 12 6 60

4SUEA 045 120 655 4.5 12 6 55

4SUEA 050 150 655 5 15 6 55

4SUEA 055 150 660 5.5 15 6 60

4SUEA 060 130 660 6 13 6 60

4SUEA 060 150 660 6 15 6 60

4SUEA 060 200 665 6 20 6 65

4SUEA 065 150 860 6.5 15 8 60

4SUEA 070 160 865 7 16 8 65

4SUEA 070 200 870 7 20 8 70

4SUEA 080 160 865 8 16 8 65

4SUEA 080 200 870 8 20 8 70

4SUEA 080 250 870 8 25 8 70

4SUEA 080 300 880 8 30 8 80

4SUEA 085 200 A70 8.5 20 10 70

4SUEA 090 190 A70 9 19 10 70

�Ꜵꞕ꜈さꆃ⸇䊨欽ⴉ
4 Flutes Flat End Mills For INCONEL
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㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4SUEA 090 250 A80 9 25 10 80

4SUEA 100 220 A70 10 22 10 70

4SUEA 100 250 A75 10 25 10 75

4SUEA 100 350 A85 10 35 10 85

4SUEA 120 260 C80 12 26 12 80

4SUEA 120 300 C80 12 30 12 80

4SUEA 120 400 C90 12 40 12 90

4SUEA 140 260 E90 14 26 14 90

4SUEA 160 320 GA0 16 32 16 100

4SUEA 180 320 IA0 18 32 18 100

4SUEA 200 380 KA0 20 38 20 100

  䱸⽀欰❡ Order Production

  倜❡ㅷ New Production
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4 Flutes Flat End Mills For INCONEL
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鷒欽✵瀖�Ꜥ�焪紦絶�梯槳瘝ꬌꆃ㾩勞俱
㢳猫Ɤ�곯Ɤ〳鷥�鷒さ⸇䊨ぐ猫㣐㼭涸䊨⟝
欽剑넝紩ꆃ⴮瀖嶂㽻$7%
�勻㟝㣐嶂㽻涸㸜䚍
Graphite, Copper, Reinforced Plastic, Glass injection Molding 

and Non-Ferrous Metal

The wide range of Effective Length and Overall Length for various  

work shape

Improve the performance for the best pure diamond coating(CVD)

椔ⴉ Ball
㽯㼄

D Size
䖇䊴(mm)

D Tolerance
椔䖇(mm)

R Size
3䊴(mm)
R Tolerance

0.2 ~ 5 0 ~ -0.010 R0.1 ~ R2.5 ±0.005

6 ~ 12 0 ~ -0.015 R3 ~ R6 ±0.010

㕐ⴉ Corner Radius
㽯㼄

D Size
䖇䊴(mm)

D Tolerance
椔䖇(mm)

R Size
3䊴(mm)
R Tolerance

2 ~ 5 0 ~ -0.010 R0.05 ~ R0.5 ±0.005

6 ~ 12 0 ~ -0.015 R1 ±0.010

ⴉ Flat
㽯㼄

D Size
䖇䊴(mm)

D Tolerance

0.5 ~ 5 0 ~ -0.010

6 ~ 12 0 ~ -0.015
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2DRB
2 Flutes Diamond Coated Rib Ball End Mills

�ꆃ⴮瀖嶂㽻帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRB 002 010 445 R0.1 0.2 1 4 45

2DRB 002 015 445 R0.1 0.2 1.5 4 45

2DRB 003 010 445 R0.15 0.3 1 4 45

2DRB 003 020 445 R0.15 0.3 2 4 45

2DRB 004 010 445 R0.2 0.4 1 4 45

2DRB 004 020 445 R0.2 0.4 2 4 45

2DRB 004 030 445 R0.2 0.4 3 4 45

2DRB 004 040 445 R0.2 0.4 4 4 45

2DRB 004 050 445 R0.2 0.4 5 4 45

2DRB 004 060 445 R0.2 0.4 6 4 45

2DRB 005 020 445 R0.25 0.5 2 4 45

2DRB 005 030 445 R0.25 0.5 3 4 45

2DRB 005 040 445 R0.25 0.5 4 4 45

2DRB 005 050 445 R0.25 0.5 5 4 45

2DRB 005 060 445 R0.25 0.5 6 4 45

2DRB 005 080 445 R0.25 0.5 8 4 45

2DRB 006 020 445 R0.3 0.6 2 4 45

2DRB 006 030 445 R0.3 0.6 3 4 45

2DRB 006 040 445 R0.3 0.6 4 4 45

2DRB 006 050 445 R0.3 0.6 5 4 45

2DRB 006 060 445 R0.3 0.6 6 4 45

2DRB 006 080 445 R0.3 0.6 8 4 45

2DRB 006 100 445 R0.3 0.6 10 4 45

2DRB 006 120 445 R0.3 0.6 12 4 45

2DRB 008 030 445 R0.4 0.8 3 4 45

PAGE
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2 Flutes Diamond Coated Rib Ball End Mills

�ꆃ⴮瀖嶂㽻帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRB 008 040 445 R0.4 0.8 4 4 45

2DRB 008 050 445 R0.4 0.8 5 4 45

2DRB 008 060 445 R0.4 0.8 6 4 45

2DRB 008 080 445 R0.4 0.8 8 4 45

2DRB 008 100 445 R0.4 0.8 10 4 45

2DRB 008 150 445 R0.4 0.8 15 4 45

2DRB 008 200 445 R0.4 0.8 20 4 45

2DRB 010 030 450 R0.5 2 3 4 50

2DRB 010 040 450 R0.5 2 4 4 50

2DRB 010 050 450 R0.5 2 5 4 50

2DRB 010 060 450 R0.5 2 6 4 50

2DRB 010 100 450 R0.5 2 10 4 50

2DRB 010 120 450 R0.5 2 12 4 50

2DRB 010 160 460 R0.5 3 16 4 60

2DRB 010 180 460 R0.5 3 18 4 60

2DRB 010 200 460 R0.5 3 20 4 60

2DRB 010 250 480 R0.5 3 25 4 80

2DRB 010 300 480 R0.5 3 30 4 80

2DRB 010 350 480 R0.5 3 35 4 80

2DRB 010 400 480 R0.5 3 40 4 80

2DRB 015 100 460 R0.75 4 10 4 60

2DRB 015 150 460 R0.75 4 15 4 60

2DRB 015 200 460 R0.75 4 20 4 60

2DRB 015 100 480 R0.75 4.5 10 4 80

2DRB 015 120 480 R0.75 4.5 12 4 80

2DRB 015 150 480 R0.75 4.5 15 4 80

2DRB 015 180 480 R0.75 4.5 18 4 80

2DRB 015 200 480 R0.75 4.5 20 4 80

2DRB 015 250 480 R0.75 4.5 25 4 80

2DRB 015 300 480 R0.75 4.5 30 4 80

2DRB 015 350 480 R0.75 4.5 35 4 80

2DRB 015 400 480 R0.75 4.5 40 4 80

2DRB 020 100 460 R1.0 5 10 4 60

2DRB 020 150 460 R1.0 5 15 4 60

2DRB 020 200 460 R1.0 5 20 4 60
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2 Flutes Diamond Coated Rib Ball End Mills

�ꆃ⴮瀖嶂㽻帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRB 020 100 480 R1.0 6 10 4 80

2DRB 020 150 480 R1.0 6 15 4 80

2DRB 020 200 480 R1.0 6 20 4 80

2DRB 020 250 480 R1.0 6 25 4 80

2DRB 020 300 480 R1.0 6 30 4 80

2DRB 020 350 480 R1.0 6 35 4 80

2DRB 020 400 4A0 R1.0 6 40 4 100

2DRB 020 450 4A0 R1.0 6 45 4 100

2DRB 020 500 4A0 R1.0 6 50 4 100

2DRB 020 600 4A0 R1.0 6 60 4 100

2DRB 030 150 4A0 R1.5 9 15 4 100

2DRB 030 200 4A0 R1.5 9 20 4 100

2DRB 030 250 4A0 R1.5 9 25 4 100

2DRB 030 300 4A0 R1.5 9 30 4 100

2DRB 030 350 4A0 R1.5 9 35 4 100

2DRB 030 400 4A0 R1.5 9 40 4 100

2DRB 030 500 4A0 R1.5 9 50 4 100

2DRB 030 600 4A0 R1.5 9 60 4 100

2DRB 030 160 660 R1.5 8 16 6 60

2DRB 030 200 660 R1.5 8 20 6 60

2DRB 030 300 675 R1.5 12 30 6 75

2DRB 030 350 680 R1.5 12 35 6 80

2DRB 040 300 480 R2.0 16 30 4 80

2DRB 040 400 4A0 R2.0 16 40 4 100

2DRB 040 400 4D0 R2.0 16 40 4 130

2DRB 040 500 4F0 R2.0 16 50 4 150

2DRB 040 160 660 R2.0 8 16 6 60

2DRB 040 200 670 R2.0 8 20 6 70

2DRB 040 300 680 R2.0 12 30 6 80

2DRB 040 400 685 R2.0 12 40 6 85

2DRB 060 250 680 R3.0 16 25 6 80

2DRB 060 250 6B0 R3.0 16 25 6 110

2DRB 060 300 6F0 R3.0 16 30 6 150

2DRB 060 400 6B0 R3.0 16 40 6 110

2DRB 060 500 6F0 R3.0 16 50 6 150
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2 Flutes Diamond Coated Rib Ball End Mills

�ꆃ⴮瀖嶂㽻帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRB 080 300 880 R4.0 20 30 8 80

2DRB 080 300 8B0 R4.0 20 30 8 110

2DRB 080 400 8B0 R4.0 20 40 8 110

2DRB 080 400 8K0 R4.0 20 40 8 200

2DRB 080 500 8G0 R4.0 20 50 8 160

2DRB 100 350 AB0 R5.0 22 35 10 110

2DRB 100 500 AB0 R5.0 22 50 10 110

2DRB 100 500 AK0 R5.0 22 50 10 200

2DRB 100 600 AG0 R5.0 22 60 10 160

2DRB 120 500 CB0 R6.0 25 50 12 110

2DRB 120 500 CG0 R6.0 25 50 12 160

2DRB 120 600 CK0 R6.0 25 60 12 200

  䱸⽀欰❡ Order Production
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No.2822DPB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DPB 006 012 445 R0.3 1.2 4 45

2DPB 008 015 445 R0.4 1.5 4 45

2DPB 010 030 450 R0.5 3 4 50

2DPB 015 050 450 R0.75 5 4 50

2DPB 020 070 460 R1.0 7 4 60

2DPB 030 100 660 R1.5 10 6 60

2DPB 040 120 670 R2.0 12 6 70

2DPB 040 200 4A0 R2.0 20 4 100

2DPB 050 200 6A0 R2.5 20 6 100

2DPB 060 200 6B0 R3.0 20 6 110

2DPB 060 250 6F0 R3.0 25 6 150

2DPB 080 200 8B0 R4.0 20 8 110

2DPB 080 250 8F0 R4.0 25 8 150

2DPB 100 200 AB0 R5.0 20 10 110

2DPB 100 250 AF0 R5.0 25 10 150

2DPB 120 200 CB0 R6.0 20 12 110

2DPB 120 250 CF0 R6.0 25 12 150

  䱸⽀欰❡ Order Production

2 Flutes Diamond Coated Ball End Mills
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2DRR
2 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRR 002 R002 015 460 0.2 R0.02 0.4 1.5 4 60

2DRR 003 R002 015 460 0.3 R0.02 0.6 1.5 4 60

2DRR 003 R002 030 460 0.3 R0.02 0.6 3 4 60

2DRR 003 R002 045 460 0.3 R0.02 0.6 4.5 4 60

2DRR 003 R002 060 460 0.3 R0.02 0.6 6 4 60

2DRR 004 R002 020 460 0.4 R0.02 0.8 2 4 60

2DRR 004 R002 040 460 0.4 R0.02 0.8 4 4 60

2DRR 004 R002 060 460 0.4 R0.02 0.8 6 4 60

2DRR 004 R002 080 460 0.4 R0.02 0.8 8 4 60

2DRR 005 R005 015 460 0.5 R0.05 1 1.5 4 60

2DRR 005 R005 025 460 0.5 R0.05 1 2.5 4 60

2DRR 005 R005 035 460 0.5 R0.05 1 3.5 4 60

2DRR 005 R005 050 460 0.5 R0.05 1 5 4 60

2DRR 005 R005 075 460 0.5 R0.05 1 7.5 4 60

2DRR 005 R005 100 460 0.5 R0.05 1 10 4 60

2DRR 006 R005 020 460 0.6 R0.05 1.2 2 4 60

2DRR 006 R005 030 460 0.6 R0.05 1.2 3 4 60

2DRR 006 R005 060 460 0.6 R0.05 1.2 6 4 60

2DRR 006 R005 090 460 0.6 R0.05 1.2 9 4 60

2DRR 006 R005 120 460 0.6 R0.05 1.2 12 4 60

2DRR 008 R005 025 460 0.8 R0.05 1.6 2.5 4 60

2DRR 008 R005 040 460 0.8 R0.05 1.6 4 4 60

2DRR 008 R005 080 460 0.8 R0.05 1.6 8 4 60

2DRR 008 R005 100 460 0.8 R0.05 1.6 10 4 60

2DRR 008 R005 160 460 0.8 R0.05 1.6 16 4 60
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2 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRR 010 R005 030 460 1 R0.05 2 3 4 60

2DRR 010 R005 050 460 1 R0.05 2 5 4 60

2DRR 010 R005 100 460 1 R0.05 2 10 4 60

2DRR 010 R005 150 460 1 R0.05 2 15 4 60

2DRR 010 R005 200 460 1 R0.05 2 20 4 60

2DRR 010 R01 030 460 1 R0.1 2 3 4 60

2DRR 010 R01 050 460 1 R0.1 2 5 4 60

2DRR 010 R01 100 460 1 R0.1 2 10 4 60

2DRR 010 R01 150 460 1 R0.1 2 15 4 60

2DRR 010 R01 200 460 1 R0.1 2 20 4 60

2DRR 010 R02 030 460 1 R0.2 2 3 4 60

2DRR 010 R02 050 460 1 R0.2 2 5 4 60

2DRR 010 R02 100 460 1 R0.2 2 10 4 60

2DRR 010 R02 150 460 1 R0.2 2 15 4 60

2DRR 010 R02 200 460 1 R0.2 2 20 4 60

2DRR 015 R005 040 460 1.5 R0.05 3 4 4 60

2DRR 015 R005 050 460 1.5 R0.05 3 5 4 60

2DRR 015 R005 100 460 1.5 R0.05 3 10 4 60

2DRR 015 R005 150 460 1.5 R0.05 3 15 4 60

2DRR 015 R005 200 460 1.5 R0.05 3 20 4 60

2DRR 015 R01 040 460 1.5 R0.1 3 4 4 60

2DRR 015 R01 050 460 1.5 R0.1 3 5 4 60

2DRR 015 R01 100 460 1.5 R0.1 3 10 4 60

2DRR 015 R01 150 460 1.5 R0.1 3 15 4 60

2DRR 015 R01 200 460 1.5 R0.1 3 20 4 60

2DRR 015 R015 040 460 1.5 R0.15 3 4 4 60

2DRR 015 R015 050 460 1.5 R0.15 3 5 4 60

2DRR 015 R015 100 460 1.5 R0.15 3 10 4 60

2DRR 015 R015 150 460 1.5 R0.15 3 15 4 60

2DRR 015 R015 200 460 1.5 R0.15 3 20 4 60

2DRR 015 R02 040 460 1.5 R0.2 3 4 4 60

2DRR 015 R02 050 460 1.5 R0.2 3 5 4 60

2DRR 015 R02 100 460 1.5 R0.2 3 10 4 60

2DRR 015 R02 150 460 1.5 R0.2 3 15 4 60

2DRR 015 R02 200 460 1.5 R0.2 3 20 4 60
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2 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRR 015 R03 040 460 1.5 R0.3 3 4 4 60

2DRR 015 R03 050 460 1.5 R0.3 3 5 4 60

2DRR 015 R03 100 460 1.5 R0.3 3 10 4 60

2DRR 015 R03 150 460 1.5 R0.3 3 15 4 60

2DRR 015 R03 200 460 1.5 R0.3 3 20 4 60

2DRR 020 R005 040 460 2 R0.05 3 4 4 60

2DRR 020 R005 060 460 2 R0.05 3 6 4 60

2DRR 020 R005 120 460 2 R0.05 3 12 4 60

2DRR 020 R005 180 460 2 R0.05 3 18 4 60

2DRR 020 R005 250 460 2 R0.05 3 25 4 60

2DRR 020 R005 300 460 2 R0.05 3 30 4 60

2DRR 020 R01 040 460 2 R0.1 3 4 4 60

2DRR 020 R01 060 460 2 R0.1 3 6 4 60

2DRR 020 R01 120 460 2 R0.1 3 12 4 60

2DRR 020 R01 180 460 2 R0.1 3 18 4 60

2DRR 020 R01 250 460 2 R0.1 3 25 4 60

2DRR 020 R01 300 460 2 R0.1 3 30 4 60

2DRR 020 R02 040 460 2 R0.2 3 4 4 60

2DRR 020 R02 060 460 2 R0.2 3 6 4 60

2DRR 020 R02 120 460 2 R0.2 3 12 4 60

2DRR 020 R02 180 460 2 R0.2 3 18 4 60

2DRR 020 R02 250 460 2 R0.2 3 25 4 60

2DRR 020 R02 300 460 2 R0.2 3 30 4 60

2DRR 020 R03 040 460 2 R0.3 3 4 4 60

2DRR 020 R03 060 460 2 R0.3 3 6 4 60

2DRR 020 R03 120 460 2 R0.3 3 12 4 60

2DRR 020 R03 180 460 2 R0.3 3 18 4 60

2DRR 020 R03 250 460 2 R0.3 3 25 4 60

2DRR 020 R03 300 460 2 R0.3 3 30 4 60

2DRR 020 R05 040 460 2 R0.5 3 4 4 60

2DRR 020 R05 060 460 2 R0.5 3 6 4 60

2DRR 020 R05 120 460 2 R0.5 3 12 4 60

2DRR 020 R05 180 460 2 R0.5 3 18 4 60

2DRR 020 R05 250 460 2 R0.5 3 25 4 60

2DRR 020 R05 300 460 2 R0.5 3 30 4 60
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2 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRR 030 R005 060 480 3 R0.05 4.5 6 4 80

2DRR 030 R005 100 480 3 R0.05 4.5 10 4 80

2DRR 030 R005 200 480 3 R0.05 4.5 20 4 80

2DRR 030 R005 300 480 3 R0.05 4.5 30 4 80

2DRR 030 R005 400 480 3 R0.05 4.5 40 4 80

2DRR 030 R01 060 480 3 R0.1 4.5 6 4 80

2DRR 030 R01 100 480 3 R0.1 4.5 10 4 80

2DRR 030 R01 200 480 3 R0.1 4.5 20 4 80

2DRR 030 R01 300 480 3 R0.1 4.5 30 4 80

2DRR 030 R01 400 480 3 R0.1 4.5 40 4 80

2DRR 030 R02 060 480 3 R0.2 4.5 6 4 80

2DRR 030 R02 100 480 3 R0.2 4.5 10 4 80

2DRR 030 R02 200 480 3 R0.2 4.5 20 4 80

2DRR 030 R02 300 480 3 R0.2 4.5 30 4 80

2DRR 030 R02 400 480 3 R0.2 4.5 40 4 80

2DRR 030 R03 060 480 3 R0.3 4.5 6 4 80

2DRR 030 R03 100 480 3 R0.3 4.5 10 4 80

2DRR 030 R03 200 480 3 R0.3 4.5 20 4 80

2DRR 030 R03 300 480 3 R0.3 4.5 30 4 80

2DRR 030 R03 400 480 3 R0.3 4.5 40 4 80

2DRR 030 R05 060 480 3 R0.5 4.5 6 4 80

2DRR 030 R05 100 480 3 R0.5 4.5 10 4 80

2DRR 030 R05 200 480 3 R0.5 4.5 20 4 80

2DRR 030 R05 300 480 3 R0.5 4.5 30 4 80

2DRR 030 R05 400 480 3 R0.5 4.5 40 4 80

2DRR 030 R10 060 480 3 R1.0 4.5 6 4 80

2DRR 030 R10 100 480 3 R1.0 4.5 10 4 80

2DRR 030 R10 200 480 3 R1.0 4.5 20 4 80

2DRR 030 R10 300 480 3 R1.0 4.5 30 4 80

2DRR 030 R10 400 480 3 R1.0 4.5 40 4 80

2DRR 040 R005 100 480 4 R0.05 6 10 4 80

2DRR 040 R005 150 480 4 R0.05 6 15 4 80

2DRR 040 R005 250 480 4 R0.05 6 25 4 80

2DRR 040 R005 400 480 4 R0.05 6 40 4 80

2DRR 040 R01 100 480 4 R0.1 6 10 4 80
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2 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRR 040 R01 150 480 4 R0.1 6 15 4 80

2DRR 040 R01 250 480 4 R0.1 6 25 4 80

2DRR 040 R01 400 480 4 R0.1 6 40 4 80

2DRR 040 R02 100 480 4 R0.2 6 10 4 80

2DRR 040 R02 150 480 4 R0.2 6 15 4 80

2DRR 040 R02 250 480 4 R0.2 6 25 4 80

2DRR 040 R02 400 480 4 R0.2 6 40 4 80

2DRR 040 R05 100 480 4 R0.5 6 10 4 80

2DRR 040 R05 150 480 4 R0.5 6 15 4 80

2DRR 040 R05 250 480 4 R0.5 6 25 4 80

2DRR 040 R05 400 480 4 R0.5 6 40 4 80

2DRR 040 R10 100 480 4 R1.0 6 10 4 80

2DRR 040 R10 150 480 4 R1.0 6 15 4 80

2DRR 040 R10 250 480 4 R1.0 6 25 4 80

2DRR 040 R10 400 480 4 R1.0 6 40 4 80

2DRR 050 R005 100 6B0 5 R0.05 7.5 10 6 110

2DRR 050 R005 150 6B0 5 R0.05 7.5 15 6 110

2DRR 050 R005 300 6B0 5 R0.05 7.5 30 6 110

2DRR 050 R005 500 6B0 5 R0.05 7.5 50 6 110

2DRR 050 R01 100 6B0 5 R0.1 7.5 10 6 110

2DRR 050 R01 150 6B0 5 R0.1 7.5 15 6 110

2DRR 050 R01 300 6B0 5 R0.1 7.5 30 6 110

2DRR 050 R01 500 6B0 5 R0.1 7.5 50 6 110

2DRR 050 R02 100 6B0 5 R0.2 7.5 10 6 110

2DRR 050 R02 150 6B0 5 R0.2 7.5 15 6 110

2DRR 050 R02 300 6B0 5 R0.2 7.5 30 6 110

2DRR 050 R02 500 6B0 5 R0.2 7.5 50 6 110

2DRR 050 R05 100 6B0 5 R0.5 7.5 10 6 110

2DRR 050 R05 150 6B0 5 R0.5 7.5 15 6 110

2DRR 050 R05 300 6B0 5 R0.5 7.5 30 6 110

2DRR 050 R05 500 6B0 5 R0.5 7.5 50 6 110

2DRR 060 R005 150 6B0 6 R0.05 9 15 6 110

2DRR 060 R005 200 6B0 6 R0.05 9 20 6 110

2DRR 060 R005 300 6B0 6 R0.05 9 30 6 110

2DRR 060 R005 500 6B0 6 R0.05 9 50 6 110
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2 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRR 060 R01 150 6B0 6 R0.1 9 15 6 110

2DRR 060 R01 200 6B0 6 R0.1 9 20 6 110

2DRR 060 R01 300 6B0 6 R0.1 9 30 6 110

2DRR 060 R01 500 6B0 6 R0.1 9 50 6 110

2DRR 060 R02 150 6B0 6 R0.2 9 15 6 110

2DRR 060 R02 200 6B0 6 R0.2 9 20 6 110

2DRR 060 R02 300 6B0 6 R0.2 9 30 6 110

2DRR 060 R02 500 6B0 6 R0.2 9 50 6 110

2DRR 060 R05 150 6B0 6 R0.5 9 15 6 110

2DRR 060 R05 200 6B0 6 R0.5 9 20 6 110

2DRR 060 R05 300 6B0 6 R0.5 9 30 6 110

2DRR 060 R05 500 6B0 6 R0.5 9 50 6 110

2DRR 060 R10 150 6B0 6 R1.0 9 15 6 110

2DRR 060 R10 200 6B0 6 R1.0 9 20 6 110

2DRR 060 R10 300 6B0 6 R1.0 9 30 6 110

2DRR 060 R10 500 6B0 6 R1.0 9 50 6 110
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4DRR
4 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4DRR 020 R005 040 460 2 R0.05 3 4 4 60

4DRR 020 R005 060 460 2 R0.05 3 6 4 60

4DRR 020 R005 120 460 2 R0.05 3 12 4 60

4DRR 020 R005 180 460 2 R0.05 3 18 4 60

4DRR 020 R005 250 460 2 R0.05 3 25 4 60

4DRR 020 R005 300 460 2 R0.05 3 30 4 60

4DRR 020 R01 040 460 2 R0.1 3 4 4 60

4DRR 020 R01 060 460 2 R0.1 3 6 4 60

4DRR 020 R01 120 460 2 R0.1 3 12 4 60

4DRR 020 R01 180 460 2 R0.1 3 18 4 60

4DRR 020 R01 250 460 2 R0.1 3 25 4 60

4DRR 020 R01 300 460 2 R0.1 3 30 4 60

4DRR 020 R02 040 460 2 R0.2 3 4 4 60

4DRR 020 R02 060 460 2 R0.2 3 6 4 60

4DRR 020 R02 120 460 2 R0.2 3 12 4 60

4DRR 020 R02 180 460 2 R0.2 3 18 4 60

4DRR 020 R02 250 460 2 R0.2 3 25 4 60

4DRR 020 R02 300 460 2 R0.2 3 30 4 60

4DRR 020 R03 040 460 2 R0.3 3 4 4 60

4DRR 020 R03 060 460 2 R0.3 3 6 4 60

4DRR 020 R03 120 460 2 R0.3 3 12 4 60

4DRR 020 R03 180 460 2 R0.3 3 18 4 60

4DRR 020 R03 250 460 2 R0.3 3 25 4 60

4DRR 020 R03 300 460 2 R0.3 3 30 4 60

4DRR 020 R05 040 460 2 R0.5 3 4 4 60
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4 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4DRR 020 R05 060 460 2 R0.5 3 6 4 60

4DRR 020 R05 120 460 2 R0.5 3 12 4 60

4DRR 020 R05 180 460 2 R0.5 3 18 4 60

4DRR 020 R05 250 460 2 R0.5 3 25 4 60

4DRR 020 R05 300 460 2 R0.5 3 30 4 60

4DRR 030 R005 060 480 3 R0.05 4.5 6 4 80

4DRR 030 R005 100 480 3 R0.05 4.5 10 4 80

4DRR 030 R005 200 480 3 R0.05 4.5 20 4 80

4DRR 030 R005 300 480 3 R0.05 4.5 30 4 80

4DRR 030 R005 400 480 3 R0.05 4.5 40 4 80

4DRR 030 R01 060 480 3 R0.1 4.5 6 4 80

4DRR 030 R01 100 480 3 R0.1 4.5 10 4 80

4DRR 030 R01 200 480 3 R0.1 4.5 20 4 80

4DRR 030 R01 300 480 3 R0.1 4.5 30 4 80

4DRR 030 R01 400 480 3 R0.1 4.5 40 4 80

4DRR 030 R02 060 480 3 R0.2 4.5 6 4 80

4DRR 030 R02 100 480 3 R0.2 4.5 10 4 80

4DRR 030 R02 200 480 3 R0.2 4.5 20 4 80

4DRR 030 R02 300 480 3 R0.2 4.5 30 4 80

4DRR 030 R02 400 480 3 R0.2 4.5 40 4 80

4DRR 030 R03 060 480 3 R0.3 4.5 6 4 80

4DRR 030 R03 100 480 3 R0.3 4.5 10 4 80

4DRR 030 R03 200 480 3 R0.3 4.5 20 4 80

4DRR 030 R03 300 480 3 R0.3 4.5 30 4 80

4DRR 030 R03 400 480 3 R0.3 4.5 40 4 80

4DRR 030 R05 060 480 3 R0.5 4.5 6 4 80

4DRR 030 R05 100 480 3 R0.5 4.5 10 4 80

4DRR 030 R05 200 480 3 R0.5 4.5 20 4 80

4DRR 030 R05 300 480 3 R0.5 4.5 30 4 80

4DRR 030 R05 400 480 3 R0.5 4.5 40 4 80

4DRR 030 R10 060 480 3 R1.0 4.5 6 4 80

4DRR 030 R10 100 480 3 R1.0 4.5 10 4 80

4DRR 030 R10 200 480 3 R1.0 4.5 20 4 80

4DRR 030 R10 300 480 3 R1.0 4.5 30 4 80

4DRR 030 R10 400 480 3 R1.0 4.5 40 4 80
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4 Flutes Diamond Coated Rib Corner Radius End Mills

�ꆃ⴮瀖嶂㽻帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4DRR 040 R03 200 4A0 4 R0.3 6 20 4 100

4DRR 040 R05 200 4A0 4 R0.5 6 20 4 100

4DRR 040 R10 200 4A0 4 R1.0 6 20 4 100

4DRR 060 R03 250 6B0 6 R0.3 9 25 6 110

4DRR 060 R05 250 6B0 6 R0.5 9 25 6 110

4DRR 060 R05 300 6F0 6 R0.5 9 30 6 150

4DRR 060 R10 250 6B0 6 R1.0 9 25 6 110

4DRR 060 R10 300 6F0 6 R1.0 9 30 6 150

4DRR 080 R03 300 8B0 8 R0.3 12 30 8 110

4DRR 080 R05 300 8B0 8 R0.5 12 30 8 110

4DRR 080 R05 400 8G0 8 R0.5 12 40 8 160

4DRR 080 R10 300 8B0 8 R1.0 12 30 8 110

4DRR 080 R10 400 8G0 8 R1.0 12 40 8 160

4DRR 100 R05 350 AB0 10 R0.5 15 35 10 110

4DRR 100 R05 450 AG0 10 R0.5 15 45 10 160

4DRR 100 R10 350 AB0 10 R1.0 15 35 10 110

4DRR 100 R10 450 AG0 10 R1.0 15 45 10 160

4DRR 120 R05 400 CB0 12 R0.5 18 40 12 110

4DRR 120 R05 450 CG0 12 R0.5 18 45 12 160

4DRR 120 R10 400 CB0 12 R1.0 18 40 12 110

4DRR 120 R10 450 CG0 12 R1.0 18 45 12 160
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No.2852DRE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DRE 010 050 460 1 3 5 4 60

2DRE 010 100 460 1 3 10 4 60

2DRE 010 150 460 1 3 15 4 60

2DRE 010 200 460 1 3 20 4 60

2DRE 010 250 460 1 3 25 4 60

2DRE 015 100 460 1.5 6 10 4 60

2DRE 015 150 460 1.5 6 15 4 60

2DRE 015 200 460 1.5 6 20 4 60

2DRE 015 250 460 1.5 6 25 4 60

2DRE 020 120 480 2 8 12 4 80

2DRE 020 150 480 2 8 15 4 80

2DRE 020 200 480 2 8 20 4 80

2DRE 020 250 480 2 8 25 4 80

2DRE 020 300 480 2 8 30 4 80

2DRE 020 400 480 2 8 40 4 80

2DRE 030 200 480 3 12 20 4 80

2DRE 030 250 480 3 12 25 4 80

2DRE 030 300 480 3 12 30 4 80

2DRE 030 400 480 3 12 40 4 80

2DRE 080 400 8G0 8 25 40 8 160

2DRE 100 500 AG0 10 25 50 10 160

2DRE 120 600 CG0 12 25 60 12 160

  䱸⽀欰❡ Order Production

2 Flutes Diamond Coated Rib Flat End Mills
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2DPE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DPE 002 004 445 0.2 0.4 4 45

2DPE 003 006 445 0.3 0.6 4 45

2DPE 004 008 445 0.4 0.8 4 45

2DPE 005 010 445 0.5 1 4 45

2DPE 006 012 445 0.6 1.2 4 45

2DPE 007 014 445 0.7 1.4 4 45

2DPE 008 016 445 0.8 1.6 4 45

2DPE 009 018 445 0.9 1.8 4 45

2DPE 010 030 450 1 3 4 50

2DPE 015 040 450 1.5 4 4 50

2DPE 020 060 460 2 6 4 60

2DPE 020 080 480 2 8 4 80

2DPE 025 080 460 2.5 8 4 60

2DPE 030 100 660 3 10 6 60

2DPE 030 120 480 3 12 4 80

2DPE 040 120 660 4 12 6 60

2DPE 050 150 660 5 15 6 60

2DPE 050 200 6B0 5 20 6 110

2DPE 050 250 680 5 25 6 80

2DPE 060 150 670 6 15 6 70

2DPE 060 250 6B0 6 25 6 110

2DPE 060 250 6F0 6 25 6 150

2DPE 070 200 870 7 20 8 70

2DPE 080 200 870 8 20 8 70

2DPE 080 250 880 8 25 8 80

2 Flutes Diamond Coated Flat End Mills

�ꆃ⴮瀖嶂㽻ⴉ
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2 Flutes Diamond Coated Flat End Mills

�ꆃ⴮瀖嶂㽻ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2DPE 100 200 A75 10 20 10 75

2DPE 120 250 C80 12 25 12 80

  䱸⽀欰❡ Order Production
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No.2874DPE
4 Flutes Diamond Coated Flat End Mills

�ꆃ⴮瀖嶂㽻ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4DPE 020 060 445 2 6 4 45

4DPE 020 100 460 2 10 4 60

4DPE 030 090 650 3 9 6 50

4DPE 030 150 360 3 15 3 60

4DPE 030 150 460 3 15 4 60

4DPE 040 120 650 4 12 6 50

4DPE 040 200 480 4 20 4 80

4DPE 060 180 660 6 18 6 60

4DPE 060 250 6B0 6 25 6 110

4DPE 060 250 6F0 6 25 6 150

4DPE 080 240 870 8 24 8 70

4DPE 100 250 A80 10 25 10 80

4DPE 120 250 C80 12 25 12 80

  䱸⽀欰❡ Order Production
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Ꜥ�瀖ꬌꆃ㾩勞俱⸇䊨
罣䚍嶹徽䚍剑㣐涸暴婊嶂㽻
㕐徽䱖屦霃雦
Copper, graphite and non-ferrous metal

Special coating to maximize the wear-resistance and 

lubrication

Smooth chip disposal

椔ⴉ Ball

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

椔䖇(mm)
R Size

3䊴(mm)
R Tolerance

0.4 ~ 5 0 ~ -0.010 R0.2 ~ R2.5 ±0.005

6 ~ 12 0 ~ -0.015 R3 ~ R6 ±0.010

㕐ⴉ Corner Radius

㽯㼄 
D Size

䖇䊴(mm)
D Tolerance

椔䖇(mm)
R Size

3䊴(mm)
R Tolerance

1.5 ~ 5 0 ~ -0.010 R0.05 ~ R0.5 ±0.005

6 ~ 12 0 ~ -0.015 R1 ~ R1.5 ±0.010

ⴉ Flat
㽯㼄

D Size
䖇䊴(mm)

D Tolerance

0.5 ~ 5 0 ~ -0.010

6 ~ 12 0 ~ -0.015
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2KRB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KRB 001 003 445 R0.05 0.1 0.3 4 45

2KRB 002 005 445 R0.1 0.2 0.5 4 45

2KRB 002 010 445 R0.1 0.2 1 4 45

2KRB 002 015 445 R0.1 0.2 1.5 4 45

2KRB 002 020 445 R0.1 0.2 2 4 45

2KRB 003 005 445 R0.15 0.3 0.5 4 45

2KRB 003 010 445 R0.15 0.3 1 4 45

2KRB 003 015 445 R0.15 0.3 1.5 4 45

2KRB 003 020 445 R0.15 0.3 2 4 45

2KRB 004 010 445 R0.2 0.4 1 4 45

2KRB 004 020 445 R0.2 0.4 2 4 45

2KRB 004 030 445 R0.2 0.4 3 4 45

2KRB 004 040 445 R0.2 0.4 4 4 45

2KRB 004 050 445 R0.2 0.4 5 4 45

2KRB 005 020 445 R0.25 0.5 2 4 45

2KRB 005 030 445 R0.25 0.5 3 4 45

2KRB 005 040 445 R0.25 0.5 4 4 45

2KRB 005 060 445 R0.25 0.5 6 4 45

2KRB 006 020 445 R0.3 0.6 2 4 45

2KRB 006 040 445 R0.3 0.6 4 4 45

2KRB 006 060 445 R0.3 0.6 6 4 45

2KRB 006 080 445 R0.3 0.6 8 4 45

2KRB 006 100 445 R0.3 0.6 10 4 45

2KRB 008 020 445 R0.4 0.8 2 4 45

2KRB 008 040 445 R0.4 0.8 4 4 45

2 Flutes Rib Ball End Mills

�帾就椔ⴉ
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2 Flutes Rib Ball End Mills

�帾就椔ⴉ

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KRB 008 060 445 R0.4 0.8 6 4 45

2KRB 008 080 445 R0.4 0.8 8 4 45

2KRB 008 100 445 R0.4 0.8 10 4 45

2KRB 010 040 445 R0.5 1 4 4 45

2KRB 010 060 445 R0.5 1 6 4 45

2KRB 010 080 445 R0.5 1 8 4 45

2KRB 010 100 445 R0.5 1 10 4 45

2KRB 015 060 445 R0.75 1.5 6 4 45

2KRB 015 080 445 R0.75 1.5 8 4 45

2KRB 015 100 445 R0.75 1.5 10 4 45

2KRB 015 120 445 R0.75 1.5 12 4 45

2KRB 015 160 450 R0.75 1.5 16 4 50

2KRB 020 060 445 R1.0 2 6 4 45

2KRB 020 080 445 R1.0 2 8 4 45

2KRB 020 100 445 R1.0 2 10 4 45

2KRB 020 120 445 R1.0 2 12 4 45

2KRB 020 140 450 R1.0 2 14 4 50

2KRB 030 120 650 R1.5 3 12 6 50

2KRB 030 160 660 R1.5 3 16 6 60

2KRB 030 200 660 R1.5 3 20 6 60

2KRB 040 120 650 R2.0 4 12 6 50

2KRB 040 160 660 R2.0 4 16 6 60

2KRB 040 200 660 R2.0 4 20 6 60

2KRB 040 250 665 R2.0 4 25 6 65
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2KSB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KSB 004 010 650 R0.2 0.4 1 6 50

2KSB 005 015 650 R0.25 0.5 1.5 6 50

2KSB 006 015 650 R0.3 0.6 1.5 6 50

2KSB 008 020 650 R0.4 0.8 2 6 50

2KSB 010 025 650 R0.5 1 2.5 6 50

2KSB 012 030 650 R0.6 1.2 3 6 50

2KSB 015 040 650 R0.75 1.5 4 6 50

2KSB 020 060 650 R1.0 2 6 6 50

2KSB 025 060 650 R1.25 2.5 6 6 50

2KSB 030 080 650 R1.5 3 8 6 50

2KSB 040 100 650 R2.0 4 10 6 50

2KSB 050 120 650 R2.5 5 12 6 50

2KSB 060 150 660 R3.0 7 15 6 60

2KSB 080 200 860 R4.0 10 20 8 60

2KSB 100 250 A70 R5.0 12 25 10 70

2KSB 120 300 C80 R6.0 14 30 12 80

2 Flutes Short Ball End Mills
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2KLB

㘗〾
Model No

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KLB 010 030 650 R0.5 1.5 3 6 50

2KLB 015 040 650 R0.75 2 4 6 50

2KLB 020 060 660 R1.0 3 6 6 60

2KLB 030 080 660 R1.5 4 8 6 60

2KLB 040 100 670 R2.0 6 10 6 70

2KLB 050 120 680 R2.5 8 12 6 80

2KLB 060 150 690 R3.0 9 15 6 90

2KLB 080 200 8A0 R4.0 12 20 8 100

2KLB 100 250 AA0 R5.0 15 25 10 100

2KLB 120 300 CB0 R6.0 18 30 12 110

2 Flutes Long Ball End Mills

�Ɤ厑椔ⴉ
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No.2912KRR
2 Flutes Rib Corner Radius End Mills

�帾就㕐ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KRR 015 R02 040 445 1.5 R0.2 2.3 4 4 45

2KRR 020 R03 060 445 2 R0.3 3 6 4 45

2KRR 020 R03 100 445 2 R0.3 3 10 4 45

2KRR 020 R05 060 445 2 R0.5 3 6 4 45

2KRR 020 R05 100 445 2 R0.5 3 10 4 45

2KRR 020 R05 140 450 2 R0.5 3 14 4 50

2KRR 020 R10 060 445 2 R1.0 3 6 4 45

2KRR 020 R10 100 445 2 R1.0 3 10 4 45

2KRR 030 R05 100 650 3 R0.5 4.5 10 6 50

2KRR 030 R05 120 650 3 R0.5 4.5 12 6 50

2KRR 030 R05 160 660 3 R0.5 4.5 16 6 60

2KRR 030 R05 200 660 3 R0.5 4.5 20 6 60

2KRR 040 R05 120 650 4 R0.5 6 12 6 50

2KRR 040 R05 160 660 4 R0.5 6 16 6 60

2KRR 040 R05 200 660 4 R0.5 6 20 6 60

2KRR 060 R05 180 660 6 R0.5 9 18 6 60

2KRR 060 R10 180 660 6 R1.0 9 18 6 60

2KRR 060 R15 180 660 6 R1.5 9 18 6 60

2KRR 080 R05 240 865 8 R0.5 12 24 8 65

2KRR 080 R10 240 865 8 R1.0 12 24 8 65

2KRR 080 R15 240 865 8 R1.5 12 24 8 65

2KRR 100 R05 300 A70 10 R0.5 15 30 10 70

2KRR 100 R10 300 A70 10 R1.0 15 30 10 70

2KRR 100 R15 300 A70 10 R1.5 15 30 10 70

2KRR 120 R05 300 C80 12 R0.5 18 30 12 80

2 30°
CR
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�帾就㕐ⴉ
2 Flutes Rib Corner Radius End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

3錬䖇
Corner Radius 

(CR)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KRR 120 R10 300 C80 12 R1.0 18 30 12 80

2KRR 120 R15 300 C80 12 R1.5 18 30 12 80
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2KRE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KRE 001 003 445 0.1 0.15 0.3 4 45

2KRE 001 005 445 0.1 0.15 0.5 4 45

2KRE 002 005 445 0.2 0.3 0.5 4 45

2KRE 002 010 445 0.2 0.3 1 4 45

2KRE 002 015 445 0.2 0.3 1.5 4 45

2KRE 002 020 445 0.2 0.3 2 4 45

2KRE 003 005 445 0.3 0.45 0.5 4 45

2KRE 003 010 445 0.3 0.45 1 4 45

2KRE 003 015 445 0.3 0.45 1.5 4 45

2KRE 003 020 445 0.3 0.45 2 4 45

2KRE 004 010 445 0.4 0.6 1 4 45

2KRE 004 020 445 0.4 0.6 2 4 45

2KRE 004 030 445 0.4 0.6 3 4 45

2KRE 004 040 445 0.4 0.6 4 4 45

2KRE 004 050 445 0.4 0.6 5 4 45

2KRE 005 020 445 0.5 0.7 2 4 45

2KRE 005 040 445 0.5 0.7 4 4 45

2KRE 005 060 445 0.5 0.7 6 4 45

2KRE 006 020 445 0.6 0.9 2 4 45

2KRE 006 040 445 0.6 0.9 4 4 45

2KRE 006 060 445 0.6 0.9 6 4 45

2KRE 008 020 445 0.8 1.2 2 4 45

2KRE 008 040 445 0.8 1.2 4 4 45

2KRE 008 060 445 0.8 1.2 6 4 45

2KRE 008 080 445 0.8 1.2 8 4 45

2 Flutes Rib Flat End Mills

�帾就ⴉ
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2 Flutes Rib Flat End Mills

�帾就ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KRE 010 040 445 1 1.5 4 4 45

2KRE 010 060 445 1 1.5 6 4 45

2KRE 010 080 445 1 1.5 8 4 45

2KRE 010 100 445 1 1.5 10 4 45

2KRE 015 060 445 1.5 2.3 6 4 45

2KRE 015 080 445 1.5 2.3 8 4 45

2KRE 015 100 445 1.5 2.3 10 4 45

2KRE 015 120 445 1.5 2.3 12 4 45

2KRE 015 160 450 1.5 2.3 16 4 50

2KRE 020 060 445 2 3 6 4 45

2KRE 020 080 445 2 3 8 4 45

2KRE 020 100 445 2 3 10 4 45

2KRE 020 120 445 2 3 12 4 45

2KRE 020 140 450 2 3 14 4 50

2KRE 030 120 650 3 4.5 12 6 50

2KRE 030 160 660 3 4.5 16 6 60

2KRE 030 200 660 3 4.5 20 6 60

2KRE 040 120 650 4 6 12 6 50

2KRE 040 160 660 4 6 16 6 60

2KRE 040 200 660 4 6 20 6 60

2KRE 040 250 665 4 6 25 6 65

PAGE

No.2922 30°
OD



 unit(mm)

194

DLCR
-P

R
O

H
-P

R
O

A
-P

R
O

X
-P

R
O

A
-P

LU
S

A
L-

P
R

O
A

B
S

D
-P

R
O

S
-P

R
O

M
IC

R
O

 G
R

A
IN

M
U

LT
I

䪮助
⿫侧

PAGE

No.2932KPE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2KPE 004 008 445 0.4 0.8 4 45

2KPE 005 010 445 0.5 1 4 45

2KPE 006 012 445 0.6 1.2 4 45

2KPE 007 014 445 0.7 1.4 4 45

2KPE 008 016 445 0.8 1.6 4 45

2KPE 010 025 645 1 2.5 6 45

2KPE 010 040 645 1 4 6 45

2KPE 012 040 645 1.2 4 6 45

2KPE 015 040 645 1.5 4 6 45

2KPE 020 060 645 2 6 6 45

2KPE 020 080 645 2 8 6 45

2KPE 025 080 650 2.5 8 6 50

2KPE 030 100 650 3 10 6 50

2KPE 030 120 650 3 12 6 50

2KPE 035 100 650 3.5 10 6 50

2KPE 040 120 650 4 12 6 50

2KPE 040 160 660 4 16 6 60

2KPE 050 150 650 5 15 6 50

2KPE 060 150 660 6 15 6 60

2KPE 060 240 660 6 24 6 60

2KPE 080 200 865 8 20 8 65

2KPE 100 250 A70 10 25 10 70

2KPE 120 300 C80 12 30 12 80

2 Flutes Flat End Mills

�ⴉ
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鷒さⴖꜥ�ꜥさꆃ涸鿇䕎朐霃雦
鵂'MVUF1PMJTIJOH灇�䲿넝⯔峇䏝♷㕐徽䱖屦
㢳猫Ɤ�Ɤ䏝〳鷥
Aluminum and Aluminum alloy.

Excellent surface clean and chip disposal

Variety of cutting length and overall length

侭⡤妳㘗 All Type

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

ALL -0.005 ~ -0.015
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1ALE
1 Flutes Flat End Mills For ALUMINIUM, RESIN, ABS

�ꜥ吆腒⸇䊨欽ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

1ALE 005 010 440 0.5 1 4 40

1ALE 006 012 440 0.6 1.2 4 40

1ALE 007 014 440 0.7 1.4 4 40

1ALE 008 016 440 0.8 1.6 4 40

1ALE 009 018 440 0.9 1.8 4 40

1ALE 010 030 645 1 3 6 45

1ALE 010 040 645 1 4 6 45

1ALE 010 050 645 1 5 6 45

1ALE 010 060 650 1 6 6 50

1ALE 015 040 645 1.5 4 6 45

1ALE 015 060 650 1.5 6 6 50

1ALE 015 080 650 1.5 8 6 50

1ALE 015 100 650 1.5 10 6 50

1ALE 020 060 650 2 6 6 50

1ALE 020 080 650 2 8 6 50

1ALE 020 100 650 2 10 6 50

1ALE 020 120 650 2 12 6 50

1ALE 030 080 650 3 8 6 50

1ALE 030 100 650 3 10 6 50

1ALE 030 120 650 3 12 6 50

1ALE 030 160 650 3 16 6 50

1ALE 040 120 650 4 12 6 50

1ALE 040 160 650 4 16 6 50

1ALE 040 210 660 4 21 6 60
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1 Flutes Flat End Mills For ALUMINIUM, RESIN, ABS

�ꜥ吆腒⸇䊨欽ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

1ALE 050 160 660 5 16 6 60

1ALE 050 210 660 5 21 6 60

1ALE 050 260 660 5 26 6 60

1ALE 060 160 660 6 16 6 60

1ALE 060 210 660 6 21 6 60

1ALE 060 260 665 6 26 6 65

1ALE 060 320 670 6 32 6 70

1ALE 080 210 870 8 21 8 70

1ALE 080 260 875 8 26 8 75

1ALE 080 320 880 8 32 8 80

1ALE 080 360 890 8 36 8 90

1ALE 100 260 A75 10 26 10 75

1ALE 100 320 A80 10 32 10 80

1ALE 120 260 C80 12 26 12 80

1ALE 120 360 C90 12 36 12 90

  䱸⽀欰❡ Order Production
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2ALE

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ALE 010 030 650 1 3 6 50

2ALE 010 060 660 1 6 6 60

2ALE 012 040 650 1.2 4 6 50

2ALE 015 060 650 1.5 6 6 50

2ALE 015 080 660 1.5 8 6 60

2ALE 020 060 650 2 6 6 50

2ALE 020 100 660 2 10 6 60

2ALE 025 120 660 2.5 12 6 60

2ALE 030 120 660 3 12 6 60

2ALE 030 150 665 3 15 6 65

2ALE 040 140 660 4 14 6 60

2ALE 040 160 665 4 16 6 65

2ALE 050 170 660 5 17 6 60

2ALE 050 220 660 5 22 6 60

2ALE 060 170 660 6 17 6 60

2ALE 060 220 660 6 22 6 60

2ALE 070 230 865 7 23 8 65

2ALE 080 230 870 8 23 8 70

2ALE 080 310 880 8 31 8 80

2ALE 100 280 A75 10 28 10 75

2ALE 100 360 A90 10 36 10 90

2ALE 120 330 C80 12 33 12 80

2ALE 120 410 CA0 10 41 12 100

2ALE 120 450 CA0 10 45 12 100

2 Flutes 45° HELIX Flat End Mills For ALUMINIUM

���䏝轟偑錬ꜥ欽ⴉ
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2 Flutes 45° HELIX Flat End Mills For ALUMINIUM

���䏝轟偑錬ꜥ欽ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2ALE 140 380 E90 14 38 14 90

2ALE 160 450 GA0 16 45 16 100

2ALE 160 530 GB0 16 53 16 110

2ALE 180 490 IA0 18 49 18 100

2ALE 200 500 KA0 20 50 20 100

2ALE 200 550 KB0 20 55 20 110

2ALE 250 500 PC0 25 50 25 120

  䱸⽀欰❡ Order Production
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3ALE
���䏝轟偑錬ꜥ欽ⴉ
3 Flutes 45° HELIX Flat End Mills For ALUMINIUM

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3ALE 010 020 640 1 2 6 40

3ALE 010 025 640 1 2.5 6 40

3ALE 010 030 650 1 3 6 50

3ALE 010 040 660 1 4 6 60

3ALE 010 060 660 1 6 6 60

3ALE 012 040 650 1.2 4 6 50

3ALE 015 030 640 1.5 3 6 40

3ALE 015 050 650 1.5 5 6 50

3ALE 015 060 660 1.5 6 6 60

3ALE 015 080 660 1.5 8 6 60

3ALE 015 100 660 1.5 10 6 60

3ALE 020 030 640 2 3 6 40

3ALE 020 060 650 2 6 6 50

3ALE 020 080 660 2 8 6 60

3ALE 020 100 660 2 10 6 60

3ALE 020 120 660 2 12 6 60

3ALE 025 080 640 2.5 8 6 40

3ALE 025 100 660 2.5 10 6 60

3ALE 025 120 660 2.5 12 6 60

3ALE 030 040 645 3 4 6 45

3ALE 030 080 645 3 8 6 45

3ALE 030 110 660 3 11 6 60

3ALE 030 150 665 3 15 6 65

3ALE 030 200 670 3 20 6 70
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3 Flutes 45° HELIX Flat End Mills For ALUMINIUM

���䏝轟偑錬ꜥ欽ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3ALE 030 250 675 3 25 6 75

3ALE 030 300 680 3 30 6 80

3ALE 035 120 660 3.5 12 6 60

3ALE 040 050 645 4 5 6 45

3ALE 040 080 645 4 8 6 45

3ALE 040 110 645 4 11 6 45

3ALE 040 130 660 4 13 6 60

3ALE 040 160 665 4 16 6 65

3ALE 040 200 670 4 20 6 70

3ALE 040 260 675 4 26 6 75

3ALE 040 300 680 4 30 6 80

3ALE 045 150 660 4.5 15 6 60

3ALE 050 060 645 5 6 6 45

3ALE 050 170 660 5 17 6 60

3ALE 050 220 660 5 22 6 60

3ALE 050 250 670 5 25 6 70

3ALE 050 300 675 5 30 6 75

3ALE 050 350 680 5 35 6 80

3ALE 050 400 685 5 40 6 85

3ALE 050 450 690 5 45 6 90

3ALE 055 170 660 5.5 17 6 60

3ALE 060 070 650 6 7 6 50

3ALE 060 130 650 6 13 6 50

3ALE 060 170 660 6 17 6 60

3ALE 060 220 660 6 22 6 60

3ALE 060 250 670 6 25 6 70

3ALE 060 300 675 6 30 6 75

3ALE 060 350 680 6 35 6 80

3ALE 060 420 690 6 42 6 90

3ALE 060 500 6A0 6 50 6 100

3ALE 070 220 865 7 22 8 65

3ALE 080 090 860 8 9 8 60

3ALE 080 190 860 8 19 8 60

3ALE 080 220 870 8 22 8 70
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3 Flutes 45° HELIX Flat End Mills For ALUMINIUM

���䏝轟偑錬ꜥ欽ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3ALE 080 280 880 8 28 8 80

3ALE 080 300 880 8 30 8 80

3ALE 080 350 885 8 35 8 85

3ALE 080 400 890 8 40 8 90

3ALE 080 450 895 8 45 8 95

3ALE 080 500 8A0 8 50 8 100

3ALE 080 550 8B0 8 55 8 110

3ALE 080 660 8B0 8 66 8 110

3ALE 090 270 A70 9 27 10 70

3ALE 100 110 A65 10 11 10 65

3ALE 100 220 A65 10 22 10 65

3ALE 100 270 A75 10 27 10 75

3ALE 100 320 A90 10 32 10 90

3ALE 100 350 A90 10 35 10 90

3ALE 100 400 A90 10 40 10 90

3ALE 100 450 AA0 10 45 10 100

3ALE 100 500 AA0 10 50 10 100

3ALE 100 550 AB0 10 55 10 110

3ALE 100 600 AB0 10 60 10 110

3ALE 100 650 AC0 10 65 10 120

3ALE 120 130 C70 12 13 12 70

3ALE 120 260 C70 12 26 12 70

3ALE 120 320 C80 12 32 12 80

3ALE 120 400 CA0 12 40 12 100

3ALE 120 450 CA0 12 45 12 100

3ALE 120 500 CA0 12 50 12 100

3ALE 120 550 CB0 12 55 12 110

3ALE 120 600 CB0 12 60 12 110

3ALE 120 650 CC0 12 65 12 120

3ALE 120 700 CC0 12 70 12 120

3ALE 120 750 CE0 12 75 12 140

3ALE 140 370 E90 14 37 14 90

3ALE 140 370 G90 14 37 16 90

3ALE 160 180 G90 16 18 16 90
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3 Flutes 45° HELIX Flat End Mills For ALUMINIUM

���䏝轟偑錬ꜥ欽ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

3ALE 160 320 G90 16 32 16 90

3ALE 160 420 GA0 16 42 16 100

3ALE 160 520 GB0 16 52 16 110

3ALE 160 550 GB0 16 55 16 110

3ALE 160 650 GD0 16 65 16 130

3ALE 160 750 GF0 16 75 16 150

3ALE 180 450 IA0 18 45 18 100

3ALE 200 230 K90 20 23 20 90

3ALE 200 380 K90 20 38 20 90

3ALE 200 480 KA0 20 48 20 100

3ALE 200 550 KB0 20 55 20 110

3ALE 200 650 KD0 20 65 20 130

3ALE 200 750 KF0 20 75 20 150

3ALE 250 500 PC0 25 50 25 120

  䱸⽀欰❡ Order Production
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〳䘯ⴖ涸ꝓⵃⴉ
㺘⸇䊨傞䕎朐♶」䕎
Smooth chip disposal

Sharp cutting edge for high speed cutting

Improve to keep shape for precision-work

侭⡤妳㘗 All Type

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

ALL -0.005 ~ -0.020
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2MRB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MRB 002 010 345 R0.1 0.4 1 3 45

2MRB 002 015 345 R0.1 0.4 1.5 3 45

2MRB 002 020 345 R0.1 0.4 2 3 45

2MRB 003 015 345 R0.15 1 1.5 3 45

2MRB 003 020 345 R0.15 1 2 3 45

2MRB 003 025 345 R0.15 1 2.5 3 45

2MRB 003 030 345 R0.15 1 3 3 45

2MRB 004 030 345 R0.2 1.2 3 3 45

2MRB 005 050 350 R0.25 1.5 5 3 50

2MRB 006 060 350 R0.3 3 6 3 50

2MRB 007 070 350 R0.35 3 7 3 50

2MRB 008 080 350 R0.4 4 8 3 50

2MRB 009 100 350 R0.45 4 10 3 50

2MRB 010 060 660 R0.5 3 6 6 60

2MRB 010 070 660 R0.5 3 7 6 60

2MRB 010 100 365 R0.5 5 10 3 65

2MRB 010 100 660 R0.5 5 10 6 60

2MRB 010 150 365 R0.5 5 15 3 65

2MRB 010 200 380 R0.5 5 20 3 80

2MRB 010 250 380 R0.5 5 25 3 80

2MRB 015 100 660 R0.75 5 10 6 60

2MRB 015 150 380 R0.75 10 15 3 80

2MRB 015 150 660 R0.75 10 15 6 60

2MRB 015 200 380 R0.75 10 20 3 80

2MRB 015 250 380 R0.75 10 25 3 80

2 Flutes Rib Ball End Mills For RESIN, PLASTIC, ABS

�吆腒⸇䊨帾就椔ⴉ
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㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MRB 020 100 665 R1.0 5 10 6 65

2MRB 020 150 380 R1.0 10 15 3 80

2MRB 020 150 665 R1.0 10 15 6 65

2MRB 020 200 380 R1.0 10 20 3 80

2MRB 020 250 380 R1.0 10 25 3 80

2MRB 020 300 380 R1.0 10 30 3 80

2MRB 025 200 380 R1.25 15 20 3 80

2MRB 030 150 680 R1.5 8 15 6 80

2MRB 040 250 680 R2.0 20 25 6 80

2MRB 040 300 680 R2.0 20 30 6 80

2MRB 040 400 6A0 R2.0 20 40 6 100

2 Flutes Rib Ball End Mills For RESIN, PLASTIC, ABS

�吆腒⸇䊨帾就椔ⴉ PAGE
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2MMB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MMB 003 010 345 R0.15 1 3 45

2MMB 004 012 345 R0.2 1.2 3 45

2MMB 004 020 345 R0.2 2 3 45

2MMB 005 015 350 R0.25 1.5 3 50

2MMB 005 020 350 R0.25 2 3 50

2MMB 006 030 350 R0.3 3 3 50

2MMB 007 030 350 R0.35 3 3 50

2MMB 008 040 350 R0.4 4 3 50

2MMB 009 040 350 R0.45 4 3 50

2MMB 010 050 365 R0.5 5 3 65

2MMB 015 100 380 R0.75 10 3 80

2MMB 020 100 380 R1.0 10 3 80

2MMB 025 100 380 R1.25 10 3 80

2MMB 025 150 380 R1.25 15 3 80

2MMB 030 100 365 R1.5 10 3 65

2MMB 030 200 380 R1.5 20 3 80

2MMB 030 200 3A0 R1.5 20 3 100

2MMB 040 200 480 R2.0 20 4 80

2MMB 040 200 4A0 R2.0 20 4 100

2MMB 040 200 680 R2.0 20 6 80

2MMB 050 300 5A0 R2.5 30 5 100

2MMB 050 300 5C0 R2.5 30 5 120

2MMB 060 250 690 R3.0 25 6 90

2MMB 060 300 6A0 R3.0 30 6 100

2MMB 060 400 6C0 R3.0 40 6 120

2 Flutes Ball End Mills For RESIN, PLASTIC, ABS

�吆腒⸇䊨欽椔ⴉ
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㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MMB 060 400 6F0 R3.0 40 6 150

2MMB 080 450 8C0 R4.0 45 8 120

2MMB 080 450 8F0 R4.0 45 8 150

2MMB 100 500 AC0 R5.0 50 10 120

2MMB 100 500 AF0 R5.0 50 10 150

2MMB 120 500 CC0 R6.0 50 12 120

2MMB 120 500 CF0 R6.0 50 12 150

2 Flutes Ball End Mills For RESIN, PLASTIC, ABS
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2MRE
�吆腒⸇䊨欽帾就ⴉ
2 Flutes Rib SQUARE End Mills For RESIN, PLASTIC, ABS

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MRE 002 010 345 0.2 0.4 1 3 45

2MRE 002 015 345 0.2 0.4 1.5 3 45

2MRE 002 020 345 0.2 0.4 2 3 45

2MRE 003 015 345 0.3 1 1.5 3 45

2MRE 003 020 345 0.3 1 2 3 45

2MRE 003 025 345 0.3 1 2.5 3 45

2MRE 003 030 345 0.3 1 3 3 45

2MRE 004 030 345 0.4 1.2 3 3 45

2MRE 005 050 350 0.5 2 5 3 50

2MRE 006 060 350 0.6 3 6 3 50

2MRE 007 070 350 0.7 3 7 3 50

2MRE 008 080 350 0.8 4 8 3 50

2MRE 009 090 350 0.9 4 9 3 50

2MRE 010 050 660 1 2.5 5 6 60

2MRE 010 100 365 1 5 10 3 65

2MRE 010 100 660 1 5 10 6 60

2MRE 010 150 365 1 5 15 3 65

2MRE 010 200 380 1 5 20 3 80

2MRE 010 250 380 1 5 25 3 80

2MRE 015 100 660 1.5 5 10 6 60

2MRE 015 150 380 1.5 10 15 3 80

2MRE 015 150 660 1.5 10 15 6 60

2MRE 015 200 380 1.5 10 20 3 80

2MRE 020 100 660 2 5 10 6 60

2MRE 020 150 380 2 10 15 3 80
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�吆腒⸇䊨欽帾就ⴉ
2 Flutes Rib SQUARE End Mills For RESIN, PLASTIC, ABS

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


剣佩Ɤ
Effective  
-FOHUI�	M͐ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MRE 020 150 660 2 10 15 6 60

2MRE 020 200 380 2 10 20 3 80

2MRE 020 250 380 2 10 25 3 80

2MRE 020 300 380 2 10 30 3 80

2MRE 025 200 380 2.5 15 20 3 80

2MRE 030 150 680 3 10 15 6 80
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2 Flutes Flat End Mills For RESIN, PLASTIC, ABS

�吆腒⸇䊨欽ⴉ
2MME

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MME 003 010 345 0.3 1 3 45

2MME 003 018 345 0.3 1.8 3 45

2MME 004 012 345 0.4 1.2 3 45

2MME 004 020 345 0.4 2 3 45

2MME 005 015 350 0.5 1.5 3 50

2MME 005 020 350 0.5 2 3 50

2MME 006 030 350 0.6 3 3 50

2MME 007 030 350 0.7 3 3 50

2MME 008 040 350 0.8 4 3 50

2MME 009 040 350 0.9 4 3 50

2MME 010 050 365 1 5 3 65

2MME 015 100 380 1.5 10 3 80

2MME 020 100 380 2 10 3 80

2MME 025 150 380 2.5 15 3 80

2MME 030 100 365 3 10 3 65

2MME 030 100 665 3 10 6 65

2MME 030 200 380 3 20 3 80

2MME 030 200 3A0 3 20 3 100

2MME 030 200 3C0 3 20 3 120

2MME 040 200 480 4 20 4 80

2MME 040 200 4A0 4 20 4 100

2MME 040 250 4C0 4 25 4 120

2MME 050 300 5A0 5 30 5 100

2MME 050 300 5C0 5 30 5 120

2MME 060 250 680 6 25 6 80
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�吆腒⸇䊨欽ⴉ
2 Flutes Flat End Mills For RESIN, PLASTIC, ABS

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MME 060 300 680 6 30 6 80

2MME 060 400 6A0 6 40 6 100

2MME 060 400 6C0 6 40 6 120

2MME 060 400 6F0 6 40 6 150

2MME 080 350 8A0 8 35 8 100

2MME 080 450 8C0 8 45 8 120

2MME 080 450 8G0 8 48 8 160

2MME 100 400 AA0 10 40 10 100

2MME 100 500 AC0 10 50 10 120

2MME 100 500 AG0 10 50 10 160

2MME 120 400 CA0 12 40 12 100

2MME 120 500 CC0 12 50 12 120

2MME 120 500 CG0 12 50 12 160
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Mild steel and non-ferrous materials

Sharp cutting edge for high speed cutting

Excellent finishing quality

侭⡤妳㘗 All Type

㽯㼄
D Size

䖇䊴(mm)
D Tolerance

ALL -0.005 ~ -0.020
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PAGE

No.2992MGB

㘗〾
Model No.

椔䖇
Radius of Ball  

Nose (R)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MGB 010 020 650 R0.5 2 6 50

2MGB 015 040 650 R0.75 4 6 50

2MGB 020 050 660 R1.0 5 6 60

2MGB 025 060 660 R1.25 6 6 60

2MGB 030 080 660 R1.5 8 6 60

2MGB 035 080 660 R1.75 8 6 60

2MGB 040 080 670 R2.0 8 6 70

2MGB 045 080 670 R2.25 8 6 70

2MGB 050 100 680 R2.5 10 6 80

2MGB 055 100 690 R2.75 10 6 90

2MGB 060 120 690 R3.0 12 6 90

2MGB 080 140 8A0 R4.0 14 8 100

2MGB 100 180 AA0 R5.0 18 10 100

2MGB 120 220 CB0 R6.0 22 12 110

2 Flutes Ball End Mills

�椔ⴉ
2 30°R
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2MGE
2 Flutes Flat End Mills

�ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MGE 010 030 645 1 3 6 45

2MGE 012 040 645 1.2 4 6 45

2MGE 015 040 645 1.5 4 6 45

2MGE 020 060 645 2 6 6 45

2MGE 025 080 650 2.5 8 6 50

2MGE 030 100 650 3 10 6 50

2MGE 035 100 650 3.5 10 6 50

2MGE 040 120 650 4 12 6 50

2MGE 045 120 650 4.5 12 6 50

2MGE 050 150 650 5 15 6 50

2MGE 055 150 650 5.5 15 6 50

2MGE 060 150 650 6 15 6 50

2MGE 065 180 865 6.5 18 8 65

2MGE 070 200 865 7 20 8 65

2MGE 075 200 865 7.5 20 8 65

2MGE 080 200 865 8 20 8 65

2MGE 085 230 A70 8.5 23 10 70

2MGE 090 230 A70 9 23 10 70

2MGE 095 230 A70 9.5 23 10 70

2MGE 100 250 A70 10 25 10 70

2MGE 105 280 C80 10.5 28 12 80

2MGE 110 280 C80 11 28 12 80

2MGE 115 280 C80 11.5 28 12 80

2MGE 120 300 C80 12 30 12 80
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 unit(mm)
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2 Flutes Flat End Mills

�ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

2MGE 010 030 645 1 3 6 45

2MGE 012 040 645 1.2 4 6 45

2MGE 015 040 645 1.5 4 6 45

2MGE 020 060 645 2 6 6 45

2MGE 025 080 650 2.5 8 6 50

2MGE 030 100 650 3 10 6 50

2MGE 035 100 650 3.5 10 6 50

2MGE 040 120 650 4 12 6 50

2MGE 045 120 650 4.5 12 6 50

2MGE 050 150 650 5 15 6 50

2MGE 055 150 650 5.5 15 6 50

2MGE 060 150 650 6 15 6 50

2MGE 065 180 865 6.5 18 8 65

2MGE 070 200 865 7 20 8 65

2MGE 075 200 865 7.5 20 8 65

2MGE 080 200 865 8 20 8 65

2MGE 085 230 A70 8.5 23 10 70

2MGE 090 230 A70 9 23 10 70

2MGE 095 230 A70 9.5 23 10 70

2MGE 100 250 A70 10 25 10 70

2MGE 105 280 C80 10.5 28 12 80

2MGE 110 280 C80 11 28 12 80

2MGE 115 280 C80 11.5 28 12 80

2MGE 120 300 C80 12 30 12 80

2MGE 130 350 E90 13 35 14 90

2MGE 140 350 E90 14 35 14 90

2MGE 160 400 G90 16 40 16 90

2MGE 180 450 IA0 18 45 18 100

2MGE 200 450 KA0 20 45 20 100
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4MGE
4 Flutes Flat End Mills

�ⴉ

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4MGE 010 030 645 1 3 6 45

4MGE 015 040 645 1.5 4 6 45

4MGE 020 060 645 2 6 6 45

4MGE 025 080 650 2.5 8 6 50

4MGE 030 100 650 3 10 6 50

4MGE 035 100 650 3.5 10 6 50

4MGE 040 120 650 4 12 6 50

4MGE 045 120 650 4.5 12 6 50

4MGE 050 150 650 5 15 6 50

4MGE 055 150 650 5.5 15 6 50

4MGE 060 150 650 6 15 6 50

4MGE 065 180 865 6.5 18 8 65

4MGE 070 200 865 7 20 8 65

4MGE 075 200 865 7.5 20 8 65

4MGE 080 200 865 8 20 8 65

4MGE 085 230 A70 8.5 23 10 70

4MGE 090 230 A70 9 23 10 70

4MGE 095 230 A70 9.5 23 10 70

4MGE 100 250 A70 10 25 10 70

4MGE 105 280 C80 10.5 28 12 80

4MGE 110 280 C80 11 28 12 80

4MGE 115 280 C80 11.5 28 12 80

4MGE 120 300 C80 12 30 12 80

4MGE 130 350 E90 13 35 14 90

4MGE 140 350 E90 14 35 14 90

4 30°
OD
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No.301�ⴉ
4 Flutes Flat End Mills

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

4MGE 160 400 G90 16 40 16 90

4MGE 180 450 IA0 18 45 18 100

4MGE 200 450 KA0 20 45 20 100

4 30°
OD
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No.301

 unit(mm)

2XPDN
NC Spot Drill

NC㹀⡘꜂
2 30°

OD

㘗〾
Model No.

㢩䖇
Outside Diameter 

(D)

錬䏝
Angle

	Ƕ


Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

�91%/�������Ì�������� 3 90 10 3 50

�91%/�������Ì�������� 4 90 12 4 50

�91%/�������Ì�������� 6 90 15 6 70

�91%/�������Ì�������� 8 90 25 8 80

�91%/�������Ì�����"�� 10 90 25 10 90

�91%/�������Ì�����$�� 12 90 30 12 90

  倜❡ㅷ New Production

����嶂㽻傞䱸⽀欰❡ Coating product requires order in advance
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㹀䗰⡲⚌�鴝錬俶ⴖ�⣩꬗ⴖ涸㢳⸆腉ꜫⴉ
⼾馉涸⯔峇䏝
罣䚍匦㥨
Multi-purpose Endmill for Centering, Corner Chamfering, 

Side Cutting

Excellent the surface roughness

Optimized wear-resistant

㹀䗰ⴉ Centering
㽯㼄

D Size
䖇䊴(mm)

D Tolerance

1 ~ 5 -0.005 ~ -0.015

6 ~ 12 -0.005 ~ -0.025

14 ~ 16 -0.005 ~ -0.030
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2CEN

㘗〾
Model No.

䖇
Outside Diameter 

(D)

錬䏝
Angle 
	Ƕ


Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

�$&/�������Ì�������� 0.3 ��Ì 0.6 3 45

�$&/�������Ì�������� 0.3 ��Ì 0.6 3 45

�$&/�������Ì�������� 0.5 ��Ì 1 3 50

�$&/�������Ì�������� 0.5 ��Ì 1 3 50

�$&/�������Ì�������� 0.8 ��Ì 1.6 3 50

�$&/�������Ì�������� 0.8 ��Ì 1.6 3 50

�$&/�������Ì�������� 1 ��Ì 2 3 50

�$&/�������Ì�������� 1 ��Ì 2 3 50

�$&/�������Ì�������� 2 ��Ì 4 3 50

�$&/�������Ì�������� 2 ��Ì 4 3 50

�$&/�������Ì�������� 3 ��Ì 6 3 50

�$&/�������Ì�������� 3 ��Ì 6 6 50

�$&/�������Ì�������� 3 ��Ì 6 3 50

�$&/�������Ì�������� 3 ��Ì 6 6 50

�$&/�������Ì������"� 3 ��Ì 6 6 100

�$&/�������Ì�������� 4 ��Ì 8 6 50

�$&/�������Ì�������� 4 ��Ì 8 6 50

�$&/�������Ì������"� 4 ��Ì 8 6 100

�$&/�������Ì�������� 5 ��Ì 10 6 50

�$&/�������Ì�������� 5 ��Ì 10 6 50

�$&/�������Ì�������� 6 ��Ì 12 6 60

�$&/�������Ì�������� 6 ��Ì 12 6 60

�$&/�������Ì������"� 6 ��Ì 12 6 100

�$&/�������Ì�������� 8 ��Ì 16 8 60

�$&/�������Ì�������� 8 ��Ì 16 8 60

2 Flutes Centering End Mills

�㹀䗰ⴉ
PAGE

No.3022 30°
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㘗〾
Model No.

䖇
Outside Diameter 

(D)

錬䏝
Angle 
	Ƕ


Ɤ
Length of  
$VU�	M͏ 


厑䖇
Shank  

Diameter (d)

Ɤ
Overall  

Length (L)

�$&/�������Ì������"� 8 ��Ì 16 8 100

�$&/�������Ì�����"�� 10 ��Ì 18 10 70

�$&/�������Ì�����"�� 10 ��Ì 18 10 70

�$&/�������Ì�����""� 10 ��Ì 20 10 100

�$&/�������Ì�����$�� 12 ��Ì 20 12 80

�$&/�������Ì�����$�� 12 ��Ì 20 12 80

�$&/�������Ì�����$"� 12 ��Ì 20 12 100

�$&/�������Ì�����&�� 14 ��Ì 26 14 80

�$&/�������Ì�����&�� 14 ��Ì 26 14 80

�$&/�������Ì�����("� 16 ��Ì 32 16 100

�$&/�������Ì�����("� 16 ��Ì 32 16 100

2 Flutes Centering End Mills

�㹀䗰ⴉ PAGE

No.3022 30°
OD
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 陨デ Warning

❡欰抟䒷饯抟拆䧴㶷㖈ⴉ灶䰀䒷饯掚〄欰涸
⽬ꤗ䚍կ
⢪欽⵸⸉䗳烀雩꣇抟霃倵㼅瘻կ
Danger of fire by spark incidence or heat caused 

by tool breakage can happen during processing.

Confirm fire prevention countermeasure 

beforehand necessarily before use.

䪮助餴俱
TECHNICAL DATA
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2RRB & 2RTB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel 
NAK, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

R0.05 0.001~0.005 38,000~60,000 50~120 0.001~0.002 38,000~60,000 40~60 0.001~0.002 38,000~48,000 30~50

R0.1 0.001~0.008 38,000~60,000 200~350 0.001~0.003 38,000~60,000 200~280 0.001~0.003 30,000~38,500 150~240

R0.15 0.004~0.020 38,000~60,000 200~450 0.003~0.005 38,000~60,000 200~400 0.003~0.005 30,000~34,000 150~350

R0.2 0.005~0.020 30,000~50,000 250~500 0.003~0.007 30,000~45,000 200~500 0.003~0.007 25,000~27,000 160~400

R0.25 0.006~0.030 25,000~44,000 300~650 0.003~0.010 25,000~42,000 250~500 0.003~0.010 16,000~27,500 220~400

R0.3 0.006~0.050 22,000~40,000 300~1,300 0.003~0.015 22,000~40,000 250~800 0.003~0.015 16,000~26,700 210~380

R0.4 0.006~0.100 20,000~35,000 260~1,500 0.006~0.017 20,000~40,000 240~1,500 0.006~0.017 16,000~26,700 190~480

R0.5 0.010~0.200 20,000~35,000 500~1,800 0.007~0.020 20,000~38,000 300~2,400 0.007~0.020 16,000~26,700 230~420

R0.6 0.050~0.100 20,000~35,000 600~2,500 0.011~0.015 20,000~30,000 400~2,300 0.011~0.015 23,500~24,800 260~450

R0.75 0.050~0.200 18,000~30,000 600~2,800 0.010~0.025 18,000~30,000 550~2,500 0.010~0.025 18,000~19,800 200~400

R1.0 0.050~0.200 12,000~28,000 800~3,000 0.015~0.030 12,000~20,000 850~2,300 0.015~0.030 10,000~13,000 280~400

R1.5 0.050~0.200 10,000~22,000 1,100~3,000 0.020~0.045 10,000~20,000 900~2,900 0.020~0.045 8,000~10,500 380~550

R2.0 0.100~0.300 10,000~18,000 1,300~3,300 0.030~0.050 10,000~20,000 1,800~3,000 0.030~0.050 7,000~9,000 380~590

R2.5 0.100~0.300 9,000~15,000 1,500~3,700 0.025~0.045 8,000~18,000 1,300~3,800 0.025~0.045 6,500~8,500 450~1,000

R3.0 0.100~0.300 8,000~13,000 1,800~4,000 0.020~0.040 8,000~18,000 1,500~3,800 0.020~0.040 6,500~8,000 450~1,000

R4.0 0.150~0.350 8,000~10,000 2,000~4,000 0.015~0.030 6,000~10,000 1,800~3,700 0.015~0.030 4,500~6,300 800~1,500

R5.0 0.200~0.400 6,000~9,500 2,000~4,000 0.012~0.025 4,000~9,000 1,800~3,700 0.012~0.025 3,000~6,300 800~1,500

R6.0 0.300~0.500 5,000~8,000 2,000~4,000 0.010~0.020 3,000~8,000 1,800~3,700 0.010~0.020 2,500~5,800 800~1,500

 Depth 
of Cut 

 

Ad
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

High Speed Milling Condition

2RPB

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

 Preharden Steel 
NAK, STAVAX 

넝炽䏝ꛩ帲抟ꛩ

SKD  

넝炽䏝ꛩ帲抟ꛩ

SKD 11 

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

R0.05 0.003 60,000 150 0.002 60,000 100 0.001 52,500 30

R0.1 0.004 60,000 180 0.003 60,000 120 0.002 45,000 60

R0.15 0.005 45,000 310 0.004 43,500 180 0.003 32,500 90

R0.2 0.006 37,500 420 0.005 35,000 240 0.004 26,250 120

R0.25 0.007 33,000 530 0.006 30,000 300 0.005 22,500 150

R0.3 0.008 27,000 1,200 0.007 26,500 800 0.006 20,000 400

R0.4 0.100 24,000 1,600 0.009 23,500 1,000 0.008 17,500 500

R0.5 0.100 21,000 2,000 0.100 21,000 1,750 0.100 16,000 875

R0.75 0.150 17,000 2,000 0.100 18,000 1,750 0.100 14,500 875

R1.0 0.200 14,000 2,000 0.200 15,000 1,750 0.150 11,250 875

R1.25 0.200 12,250 1,100 0.200 12,250 1,800 0.150 9,200 900

R1.5 0.200 10,500 2,150 0.200 10,700 1,850 0.150 8,050 925

R2.0 0.250 9,000 2,200 0.200 9,200 1,900 0.150 6,900 950

R2.5 0.250 7,800 2,300 0.200 7,900 2,000 0.150 5,900 1,000

R3.0 0.300 6,500 2,500 0.250 6,800 2,100 0.150 5,100 1,050

R4.0 0.400 5,200 2,500 0.300 5,700 2,200 0.200 5,300 1,100

R5.0 0.500 4,300 2,200 0.400 4,500 1,900 0.300 3,400 950

R6.0 0.600 3,600 2,000 0.500 3,750 1,750 0.400 2,800 875

R6.5 0.600 3,600 1,750 0.500 3,150 1,500 0.400 2,350 750

R7.0 0.700 3,000 1,750 0.600 2,850 1,350 0.450 2,150 700

R8.0 0.700 2,500 1,500 0.600 2,300 1,200 0.450 1,800 650

R10.0 0.800 2,500 1,300 0.700 2,300 1,200 0.500 1,800 650

 Depth 
of Cut 

 

Ad
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel 
NAK, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

R0.05  0.002  60,000  150  0.002  60,000  150  0.001  52,500  30 

R0.1  0.003  60,000  180  0.002  60,000  180  0.002  45,000  60 

R0.15  0.006  60,000  350  0.004  45,000  310  0.003  32,500  90 

R0.2  0.010  50,000  500  0.007  37,500  420  0.005  26,250  120 

R0.25  0.015  44,000  650  0.010  33,000  550  0.007  22,500  150 

R0.3  0.030  40,000  1,100  0.020  30,000  1,200  0.010  20,000  400 

R0.4  0.060  35,000  1,600  0.040  27,000  1,600  0.020  17,500  500 

R0.5  0.020  30,000  1,750  0.100  24,000  2,000  0.050  16,000  870 

R0.6  0.025  30,000  2,000  0.120  21,000  2,000  0.050  14,500  870 

R0.75  0.025  30,000  2,450  0.150  17,000  2,000  0.060  11,250  900 

R1.0  0.300  28,000  2,900  0.150  14,000  2,100  0.080  9,200  930 

R1.5  0.400  24,500  2,950  0.200  12,250  2,150  0.100  8,050  950 

R2.0  0.500  21,000  3,000  0.250  10,500  2,200  0.120  6,900  1,000 

R2.5  0.500  18,000  3,200  0.250  9,000  2,300  0.150  5,900  1,050 

R3.0  0.600  15,600  3,500  0.300  7,800  2,500  0.150  5,000  1,100 

R4.0  0.700  13,000  3,000  0.400  6,500  2,500  0.200  4,300  950 

R5.0  0.800  9,500  2,500  0.500  5,200  2,200  0.250  3,400  875 

R6.0  0.900  7,500  2,000  0.600  4,300  2,000  0.300  2,800  750 

 Depth 
of Cut 

 

Ad

2RSB
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

3RSB & 3RTB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

 Preharden Steel 
NAK, STAVAX 

넝炽䏝ꛩ帲抟ꛩ

SKD  

넝炽䏝ꛩ帲抟ꛩ

SKD 11 

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

R0.5  0.015  24,000  1,500  0.015  16,000  1,200  0.010  9,000  850 

R1.0  0.250  14,000  2,100  0.250  9,200  1,800  0.060  8,500  900 

R1.5  0.300  12,250  2,150  0.300  8,500  1,800  0.080  8,000  930 

R2.0  0.400  10,500  2,200  0.400  6,900  2,000  0.090  6,500  950 

R2.5  0.400  9,000  2,300  0.400  5,900  2,100  0.120  5,500  1,000 

R3.0  0.450  7,800  2,500  0.450  5,000  2,300  0.120  5,000  1,050 

R4.0  0.550  6,500  2,500  0.550  4,300  2,300  0.160  4,000  900 

R5.0  0.650  5,200  2,200  0.650  3,400  2,300  0.200  3,000  850 

R6.0  0.700  4,300  2,000  0.700  2,800  1,850  0.240  2,500  700 

 Depth 
of Cut 

 

Ad
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4RRR & 4RCR & 4RTR
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel 
NAK, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 0.003~0.030 25,000~30,500 630~670 0.002~0.040 12,000~25,000 300~430 0.002~0.040 10,000~20,000 200~270

1.2 0.007~0.050 25,000~28,500 650~730 0.003~0.040 10,000~25,000 300~460 0.003~0.040 9,000~20,000 200~290

1.5 0.010~0.030 23,000~24,500 680~780 0.005~0.040 9,000~23,000 400~490 0.005~0.040 8,000~20,000 200~300

2.0 0.015~0.050 20,000~22,500 720~800 0.010~0.050 7,000~20,000 400~520 0.010~0.050 6,000~18,000 200~320

3.0 0.020~0.060 16,000~16,500 720~800 0.015~0.070 5,000~16,000 400~520 0.015~0.070 5,000~15,000 200~320

4.0 0.025~0.080 14,000~13,800 750~830 0.025~0.070 4,500~14,000 400~540 0.025~0.070 4,000~10,000 200~335

5.0 0.040~0.100 12,000~13,300 820~950 0.030~0.080 3,500~12,000 400~580 0.030~0.080 3,000~8,000 250~370

6.0 0.040~0.120 12,000~11,900 800~900 0.030~0.080 3,500~12,000 400~560 0.030~0.080 3,000~8,000 250~350

8.0 0.050~0.120 10,000~10,200 780~850 0.040~0.100 4,500~10,000 350~520 0.040~0.100 2,500~7,000 300~330

10.0 0.060~0.120 8,000~9,100 710~790 0.040~0.100 4,000~8,000 300~480 0.040~0.100 2,000~5,000 300~310

12.0 0.070~0.180 7,000~8,500 710~790 0.050~0.120 3,500~7,000 300~480 0.050~0.120 2,000~4,000 300~300

 Depth 
of Cut Ad

D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2RRE
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

 Preharden Steel 
NAK, STAVAX 

넝炽䏝ꛩ帲抟ꛩ

SKD  

넝炽䏝ꛩ帲抟ꛩ

SKD 11 

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

0.1 0.006 38,000~48,000 320~345 0.006 30,000~40,000 220~245 0.006 28,350~37800 180~205

0.2 0.020 30,000~38,500 385~405 0.020 25,000~38,000 285~305 0.020  23,620~35,910 245~265

0.3 0.021 30,000~34,000 325~355 0.021 22,000~35,000 225~255 0.021 20,790~33,000 165~215

0.4 0.040 25,000~27,000 400~440 0.040 18,000~32,000 300~340 0.040 17,000~30,200 260~300

0.5 0.050 16,000~27,500 400~440 0.050 15,000~30,000 300~340 0.050 14,170~28,350 260~300

0.6 0.042 16,000~26,700 600~630 0.045 12,000~25,000 500~530 0.045 11,340~23,620 460~490

0.7 0.070 16,000~26,700 600~630 0.070 12,000~25,000 500~530 0.070 11,340~23,620 460~490

0.8 0.056 16,000~26,700 600~630 0.060 12,000~25,000 500~530 0.060 11,340~23,620 460~490

1.0 0.036 23,500~24,800 545~575 0.040 12,000~20,000 445~475 0.040 11,340~18,900 405~435

1.5 0.100 18,000~19,800 645~670 0.100 8,000~15,000 545~570 0.100 7,560~14,170 505~530

2.0 0.200 10,000~14,800 645~670 0.150 7,000~12,000 545~570 0.150 6,610~11,340 505~530

2.5 0.180 10,000~13,000 675~710 0.200 6,000~12,000 575~610 0.200 5,670~11,340 545~570

3.0 0.210 8,000~10,500 605~635 0.210 5,000~10,000 505~535 0.210 4,720~9,450 465~495

4.0 0.400 7,000~9,000 995~1150 0.370 4,000~9,000 695~750 0.370 3,780~8,500 655~710

5.0 0.090 6,500~8,500 985~1000 0.400 3,500~7,500 685~700 0.400 3,310~7,088 645~660

6.0 0.080 6,500~8,000 915~950 0.170 3,500~7,500 715~750 0.170 6,140~7,080 675~710

8.0 0.100 4,500~6,300 675~710 0.150 2,500~5,000 575~610 0.150 2,360~4,720 535~560

10.0 0.100 3,000~6,300 645~670 0.130 2,000~4,500 545~570 0.130 1,890~4,250 515~530

12.0 0.150 2,500~5,800 545~580 0.100 1,500~3,200 445~480 0.100 1,420~3,020 400~440

 Depth 
of Cut Ad

D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel 
NAK, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 0.003~0.030 25,000~38,000 200~1,200 0.002~0.040 12,000~25,000 150~250 0.002~0.010 10,000~20,000 130~155

1.2 0.007~0.050 25,000~33,000 200~1,200 0.003~0.040 10,000~25,000 150~275 0.003~0.010 9,000~20,000 130~170

1.5 0.010~0.030 16,000~28,500 200~1,200 0.005~0.040 9,000~23,000 170~290 0.005~0.015 8,000~20,000 140~185

2.0 0.015~0.050 14,000~26,000 200~1,200 0.010~0.050 7,000~20,000 200~300 0.010~0.020 6,000~18,000 140~200

3.0 0.020~0.060 12,000~17,300 200~1,200 0.015~0.070 5,000~16,000 200~300 0.015~0.025 5,000~15,000 150~230

4.0 0.025~0.080 12,000~13,200 200~1,200 0.025~0.070 4,500~14,000 225~335 0.025~0.030 4,000~10,000 150~250

5.0 0.040~0.100 8,000~12,500 250~800 0.030~0.080 3,500~12,000 225~350 0.030~0.030 3,000~8,000 130~240

6.0 0.040~0.120 7,000~10,350 250~800 0.030~0.080 3,500~12,000 225~330 0.040~0.045 3,000~8,000 130~220

8.0 0.050~0.120 3,500~7,800 300~700 0.040~0.100 4,500~10,000 200~310 0.040~0.060 2,500~7,000 120~200

10.0 0.060~0.120 3,000~6,150 300~700 0.040~0.100 4,000~8,000 200~300 0.040~0.080 2,000~5,000 100~180

12.0 0.070~0.180 3,000~5,250 300~650 0.050~0.120 3,500~7,000 150~250 0.050~0.100 2,000~4,000 100~180

 Depth 
of Cut Ad

D

High Speed Milling Condition

4RRE
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

 Preharden Steel 
NAK, STAVAX 

넝炽䏝ꛩ帲抟ꛩ

SKD  

넝炽䏝ꛩ帲抟ꛩ

SKD 11 

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

1.0 0.003~0.030 30,000~38,000 300~1,800 0.002~0.040 12,000~25,000 200~1,200 0.002~0.010 10,000~20,000 250~700

1.2 0.007~0.050 25,000~32,000 300~1,600 0.003~0.040 10,000~25,000 200~1,200 0.003~0.010 9,000~20,000 280~750

1.5 0.010~0.030 20,000~29,000 400~1,600 0.005~0.040 9,000~23,000 200~1,200 0.005~0.015 8,000~20,000 300~780

2.0 0.015~0.050 19,000~26,000 400~1,600 0.010~0.050 7,000~20,000 200~1,200 0.010~0.020 6,000~18,000 300~800

3.0 0.020~0.060 13,000~18,000 400~1,600 0.015~0.070 5,000~16,000 200~1,200 0.015~0.025 5,000~15,000 330~850

4.0 0.025~0.080 10,000~15,000 400~2,000 0.025~0.070 4,500~14,000 200~1,200 0.025~0.030 4,000~10,000 350~880

5.0 0.040~0.100 5,500~13,000 400~1,000 0.030~0.080 3,500~12,000 250~800 0.030~0.050 3,000~8,000 400~950

6.0 0.040~0.120 5,500~10,500 400~1,000 0.030~0.080 3,500~12,000 250~800 0.030~0.050 3,000~8,000 400~900

8.0 0.050~0.120 3,500~8,000 350~900 0.040~0.100 4,500~10,000 300~700 0.040~0.070 2,500~7,000 330~850

10.0 0.060~0.120 3,000~5,500 300~800 0.040~0.100 4,000~8,000 300~700 0.040~0.100 2,000~5,000 280~750

12.0 0.070~0.180 3,000~4,500 300~800 0.050~0.120 3,500~7,000 300~650 0.050~0.120 2,000~4,000 280~750

 Depth 
of Cut Ad

D

4RPE & 4RLE
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel 
NAK, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

0.1 0.002~0.005 38,000~50,000 40~60 0.002~0.005 32,000~42,000 40~60 0.001~0.004 32,000~42,000 40~60

0.2 0.002~0.005 30,000~50,000 60~100 0.002~0.005 32,000~42,000 60~80 0.001~0.005 32,000~42,000 40~65

0.3 0.005~0.007 30,000~48,000 60~120 0.003~0.006 30,000~36,000 60~100 0.003~0.012 30,000~32,000 40~70

0.4 0.005~0.010 30,000~38,000 80~150 0.003~0.008 28,000~35,000 80~120 0.003~0.011 28,000~30,000 50~85

0.5 0.005~0.020 32,000~40,000 80~150 0.005~0.010 20,000~25,000 80~150 0.003~0.011 20,000~23,000 60~90

0.6 0.006~0.030 32,000~40,000 100~200 0.006~0.020 12,000~25,000 100~180 0.003~0.015 12,000~20,000 60~90

0.8 0.008~0.030 23,000~30,000 250~300 0.008~0.025 12,000~25,000 200~250 0.006~0.021 12,000~18,000 70~100

1 0.010~0.050 14,000~25,000 250~350 0.005~0.050 10,000~20,000 250~300 0.007~0.025 12,000~15,000 70~100

1.5 0.015~0.090 14,000~25,000 300~350 0.005~0.060 8,000~18,000 300~320 0.011~0.020 8,000~13,000 80~100

2 0.020~0.120 9,000~18,000 300~365 0.010~0.050 8,000~16,000 250~280 0.010~0.030 8,000~12,000 80~110

3 0.030~0.150 5,000~17,500 350~380 0.010~0.080 6,000~10,000 265~300 0.015~0.035 6,000~10,000 85~110

4 0.030~0.200 5,000~10,000 350~385 0.025~0.200 4,000~10,000 300~320 0.020~0.050 4,000~8,000 90~110

5 0.100~0.200 5,000~8,500 380~420 0.100~0.200 4,000~10,000 320~330 0.050~0.090 4,000~7,500 90~105

6 0.100~0.200 4,000~8,000 400~420 0.100~0.200 4,000~8,000 330~350 0.030~0.160 4,000~7,200 80~95

8 0.100~0.200 3,500~6,900 400~425 0.100~0.200 3,500~6,500 330~360 0.030~0.160 3,500~6,300 40~70

10 0.100~0.200 3,000~4,100 380~415 0.100~0.200 3,000~5,000 320~335 0.080~0.200 3,000~4,500 50~85

12 0.100~0.200 1,800~3,500 380~410 0.100~0.200 2,300~3,000 325~335 0.080~0.250 2,300~3,000 60~90

 Depth 
of Cut Ad

D

High Speed Milling Condition
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

6RCR
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC ~ 55 HRC 55 ~ 60 HRC 60 ~ 65

Radius of 
Ball Nose

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

 Speed 
(min-¹) 

 Feed 
(mm/min) 

3.0 18,000 1,600 15,000 1,100  13,000  800 

4.0 16,000 1,900 12,000 1,200  11,000  850 

6.0 12,000 2,200 8,500 1,300  6,500  850 

8.0 10,000 2,500 6,000 1,500  3,500  1,000 

10.0 6,000 2,500 3,500 1,500  3,200  1,000 

12.0 4,800 1,800 2,700 1,000  2,000  700 

 Depth 
of Cut Ad

D



Title
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2HRB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ
 Ꜥさꆃ
Workpiece

 Preharden Steel 
NAK 

넝炽䏝ꛩ帲抟ꛩ

SKD, STAVAX 

넝炽䏝ꛩ帲抟ꛩ

SKD 11 Copper Aalloy

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

 Radius of 
Ball Nose 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/
min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/
min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/
min) 

 Depth 
of Cut 

Ad(mm) 

 Speed 
(min-¹) 

 Feed 
(mm/
min) 

R0.05 0.001~0.005 38,000~50,000 50~80 0.001~0.005 38,000~50,000 40~60 0.001~0.004 38,000~50,000 30~50 0.003~0.010 38,000~50,000 50~100

R0.1 0.001~0.010 38,000~50,000 200~350 0.001~0.009 38,000~50,000 200~280 0.001~0.005 38,000~50,000 150~240 0.010~0.020 38,000~50,000 200~500

R0.15 0.004~0.018 38,000~50,000 200~600 0.003~0.014 38,000~50,000 200~400 0.003~0.012 38,000~50,000 150~350 0.010~0.025 38,000~50,000 300~800

R0.2 0.005~0.020 30,000~45,000 250~800 0.003~0.014 30,000~45,000 200~500 0.003~0.011 30,000~45,000 160~400 0.010~0.030 30,000~42,000 300~1,000

R0.25 0.006~0.020 25,000~42,000 300~700 0.004~0.014 25,000~42,000 250~500 0.003~0.011 25,000~42,000 220~400 0.010~0.030 30,000~42,000 500~1,400

R0.3 0.006~0.030 22,000~40,000 300~1,200 0.006~0.030 22,000~40,000 250~800 0.003~0.015 20,000~27,000 210~380 0.010~0.100 24,000~40,000 350~1,600

R0.4 0.006~0.100 20,000~40,000 260~1,800 0.006~0.080 20,000~40,000 240~1,500 0.006~0.021 20,000~40,000 190~480 0.030~0.100 20,000~40,000 450~2,000

R0.5 0.010~0.200 20,000~38,000 500~2,800 0.010~0.080 20,000~38,000 300~2,400 0.007~0.025 12,000~17,000 230~420 0.050~0.200 20,000~40,000 800~3,000

R0.6 0.050~0.100 20,000~30,000 600~2,500 0.020~0.060 20,000~30,000 400~2,300 0.011~0.020 13,000~14,000 260~450 0.060~0.100 20,000~30,000 1,000~2,500

R0.75 0.050~0.200 18,000~30,000 600~3,100 0.020~0.180 18,000~30,000 550~2,500 0.010~0.030 8,500~11,000 200~400 0.100~0.300 18,000~30,000 1,200~3,000

R1.0 0.050~0.200 12,000~25,000 800~2,400 0.030~0.120 12,000~20,000 850~2,300 0.015~0.035 7,000~8,500 280~400 0.100~0.400 12,000~20,000 1,200~3,000

R1.5 0.050~0.200 10,000~20,000 1,100~3,800 0.030~0.180 10,000~20,000 900~2,900 0.020~0.050 5,200~6,000 380~550 0.200~0.500 16,000~20,000 1,800~4,000

R2.0 0.100~0.300 10,000~20,000 1,300~3,900 0.080~0.180 10,000~20,000 1,800~3,000 0.050~0.090 4,000~4,600 380~590 0.300~0.500 16,000~20,000 2,600~4,000

R2.5 0.100~0.300 9,000~20,000 1,500~3,900 0.050~0.200 8,000~18,000 1,300~3,800 0.030~0.160 6,000~16,000 450~1,000 0.300~0.500 9,000~20,000 2,600~4,000

R3.0 0.100~0.300 8,000~18,000 1,800~3,900 0.050~0.200 8,000~18,000 1,500~3,800 0.030~0.160 6,000~16,000 450~1,000 0.300~0.500 8,000~18,000 2,600~4,000

R4.0 0.150~0.350 8,000~12,000 2,000~4,000 0.100~0.250 6,000~10,000 1,800~3,700 0.080~0.200 4,000~8,000 800~1,500 0.300~0.500 8,000~12,000 2,600~5,000

R5.0 0.200~0.400 6,000~11,000 2,000~4,000 0.100~0.300 4,000~9,000 1,800~3,700 0.080~0.250 3,000~8,000 800~1,500 0.300~0.500 6,000~11,000 2,600~5,000

R6.0 0.300~0.500 5,000~10,000 2,000~4,000 0.200~0.400 3,000~8,000 1,800~3,700 0.150~0.350 2,000~6,000 800~1,500 0.300~0.500 5,000~10,000 2,600~5,000

 Depth 
of Cut 

 

Ad
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2HSB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

R0.05 0.003 50,000 170 0.002 42,000 150 0.001 40,000 100

R0.1 0.004 50,000 200 0.003 42,000 180 0.002 40,000 120

R0.15 0.005 45,000 320 0.004 42,000 300 0.003 40,000 180

R0.2 0.006 45,000 420 0.005 42,000 400 0.004 40,000 240

R0.25 0.007 45,000 530 0.006 42,000 500 0.005 40,000 300

R0.3 0.008 42,000 1,000 0.007 40,000 1,200 0.006 40,000 800

R0.4 0.100 42,000 1,400 0.009 40,000 1,600 0.008 40,000 1,000

R0.5 0.10 40,000 2,600 0.10 30,000 2,000 0.10 25,000 1,300

R0.75 0.15 30,000 3,000 0.10 30,000 2,500 0.10 25,000 1,800

R1.0 0.20 25,000 3,000 0.20 25,000 2,500 0.15 20,000 1,800

R1.25 0.20 25,000 3,000 0.20 20,000 2,500 0.15 16,000 1,800

R1.5 0.20 20,000 3,000 0.20 18,000 2,500 0.15 14,000 2,000

R2.0 0.25 20,000 3,000 0.20 16,000 2,500 0.15 12,000 2,000

R2.5 0.25 18,000 3,000 0.20 14,000 2,500 0.15 9,000 2,000

R3.0 0.30 18,000 3,300 0.25 16,000 2,800 0.15 8,000 2,000

R4.0 0.40 16,000 3,300 0.30 12,000 2,800 0.20 7,000 1,500

R5.0 0.50 13,000 3,400 0.40 10,000 2,600 0.30 5,000 1,300

R6.0 0.60 7,000 2,000 0.50 6,000 1,800 0.40 4,000 1,100

 Depth 
of Cut 

Ad

Pf

Pf= 0.05D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2HPB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

R0.05 0.003 50,000 170 0.002 42,000 150 0.001 40,000 100

R0.1 0.004 50,000 200 0.003 42,000 180 0.002 40,000 120

R0.15 0.005 45,000 320 0.004 42,000 300 0.003 40,000 180

R0.2 0.006 45,000 420 0.005 42,000 400 0.004 40,000 240

R0.25 0.007 45,000 530 0.006 42,000 500 0.005 40,000 300

R0.3 0.008 42,000 1,000 0.007 40,000 1,200 0.006 40,000 800

R0.4 0.100 42,000 1,400 0.009 40,000 1,600 0.008 40,000 1,000

R0.5 0.10 40,000 2,600 0.10 30,000 2,000 0.10 25,000 1,300

R0.75 0.15 30,000 3,000 0.10 30,000 2,500 0.10 25,000 1,800

R1.0 0.20 25,000 3,000 0.20 25,000 2,500 0.15 20,000 1,800

R1.25 0.20 25,000 3,000 0.20 20,000 2,500 0.15 16,000 1,800

R1.5 0.20 20,000 3,000 0.20 18,000 2,500 0.15 14,000 2,000

R2.0 0.25 20,000 3,000 0.20 16,000 2,500 0.15 12,000 2,000

R2.5 0.25 18,000 3,000 0.20 14,000 2,500 0.15 9,000 2,000

R3.0 0.30 18,000 3,300 0.25 16,000 2,800 0.15 8,000 2,000

R4.0 0.40 16,000 3,300 0.30 12,000 2,800 0.20 7,000 1,500

R5.0 0.50 13,000 3,400 0.40 10,000 2,600 0.30 5,000 1,300

R6.0 0.60 7,000 2,000 0.50 6,000 1,800 0.40 4,000 1,100

R6.5 0.60 7,000 2,000 0.50 6,000 1,800 0.40 4,000 1,100

R7.0 0.70 5,000 1,800 0.60 4,000 1,300 0.45 3,000 800

R8.0 0.70 4,000 1,500 0.60 3,500 1,000 0.45 2,500 800

R10.0 0.80 2,500 1,200 0.70 2,000 1,000 0.50 1,800 800

 Depth 
of Cut 

Ad

Pf

Pf= 0.05D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

3HPB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

R0.5 0.08 27,500 1,650 0.08 22,000 1,400 0.05 11,000 1,000

R0.75 0.12 24,000 1,650 0.12 20,000 1,400 0.08 10,000 1,000

R1.0 0.15 22,000 1,650 0.15 18,000 1,800 0.10 9,500 1,200

R1.25 0.20 20,000 2,200 0.20 14,000 1,800 0.13 7,000 1,200

R1.5 0.23 18,000 2,200 0.23 12,000 1,800 0.15 6,500 1,200

R2.0 0.30 16,500 3,300 0.30 10,000 3,500 0.20 6,000 2,000

R2.5 0.38 11,000 2,800 0.38 9,500 4,000 0.25 6,000 2,000

R3.0 0.45 10,000 2,800 0.45 9,000 4,000 0.30 5,500 2,000

R4.0 0.60 70,000 3,500 0.60 7,000 3,500 0.40 5,000 1,800

R5.0 0.75 5,500 3,300 0.75 5,000 3,200 0.50 4,000 1,800

R6.0 0.90 4,500 3,300 0.90 4,000 3,200 0.60 3,300 1,800

 Depth 
of Cut 

Ad

Pf

Pf= 0.05D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4HPB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Radius of 
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

R0.5 0.08 25,000 1,500 0.08 20,000 1,200 0.05 10,000 1,000

R0.75 0.12 22,000 1,500 0.12 18,000 1,200 0.08 9,500 1,000

R1.0 0.15 20,000 1,500 0.15 16,000 1,500 0.10 8,500 1,200

R1.25 0.20 18,000 2,000 0.20 13,000 1,500 0.13 6,500 1,200

R1.5 0.23 16,000 2,000 0.23 10,500 1,500 0.15 5,500 1,200

R2.0 0.30 15,000 3,000 0.30 9,000 3,000 0.20 6,200 2,000

R2.5 0.38 10,000 2,500 0.38 8,500 3,500 0.25 5,500 2,000

R3.0 0.45 9,000 2,500 0.45 8,000 3,500 0.30 5,000 2,000

R4.0 0.60 6,500 3,300 0.60 6,200 3,000 0.40 4,500 1,800

R5.0 0.75 5,000 3,000 0.75 4,500 2,700 0.50 3,600 1,800

R6.0 0.90 4,000 3,000 0.90 3,750 2,700 0.60 3,000 1,800

 Depth 
of Cut 

Ad

Pf

Pf= 0.05D



TECHNICAL DATA H-PRO

245

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2HRR & 2HCR
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ
 Ꜥさꆃ
Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX Copper Aalloy

HRC HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

0.2 0.002~0.005 30,000~38,000 80~150 0.002~0.005 32,000~42,000 60~120 0.002~0.005 30,000~38,000 120~220

0.3 0.005~0.007 28,000~35,000 100~200 0.003~0.006 30,000~36,000 80~160 0.005~0.018 28,000~35,000 180~260

0.4 0.005~0.010 25,000~30,000 200~350 0.003~0.008 28,000~35,000 120~300 0.005~0.024 25,000~30,000 200~360

0.5 0.005~0.020 18,000~30,000 200~500 0.005~0.010 20,000~25,000 150~350 0.005~0.030 22,000~30,000 220~600

0.6 0.006~0.030 18,000~30,000 180~600 0.006~0.020 12,000~25,000 100~400 0.006~0.030 18,000~30,000 250~650

0.7 0.007~0.030 18,000~30,000 140~650 0.007~0.020 12,000~25,000 100~450 0.007~0.050 18,000~30,000 250~700

0.8 0.008~0.030 14,000~25,000 250~1,100 0.008~0.025 12,000~25,000 150~900 0.008~0.060 14,000~25,000 400~1,400

1.0 0.010~0.050 14,000~25,000 250~1,100 0.005~0.050 10,000~20,000 150~900 0.010~0.080 14,000~25,000 500~2,000

1.2 0.010~0.050 11,000~25,000 300~1,100 0.008~0.050 10,000~18,000 150~800 0.010~0.080 11,000~25,000 600~2,000

1.5 0.015~0.090 10,000~20,000 300~1,600 0.005~0.060 8,000~18,000 180~1,000 0.015~0.090 10,000~20,000 800~2,000

2.0 0.020~0.120 9,000~18,000 300~2,000 0.010~0.050 8,000~16,000 250~1,000 0.020~0.130 9,000~18,000 1,200~2,500

2.5 0.050~0.130 8,000~18,000 300~2,000 0.035~0.070 8,000~16,000 250~1,000 0.050~0.130 8,000~18,000 1,200~2,800

3.0 0.030~0.150 5,000~18,000 400~1,800 0.010~0.080 6,000~10,000 250~1,000 0.030~0.200 5,000~18,000 1,500~3,000

4.0 0.030~0.200 5,000~14,000 500~1,500 0.025~0.200 4,000~10,000 300~1,000 0.030~0.300 5,000~14,000 1,500~3,200

5.0 0.100~0.200 5,000~14,000 500~1,800 0.100~0.200 4,000~13,000 400~1,500 0.100~0.400 5,000~14,000 1,500~3,200

6.0 0.100~0.200 4,000~9,000 1,000~2,000 0.100~0.200 4,000~13,000 800~1,200 0.200~0.400 8,000~14,000 2,500~3,500

8.0 0.100~0.200 3,500~6,000 1,000~2,000 0.100~0.200 3,500~7,500 800~1,200 0.200~0.400 7,000~12,000 2,500~4,000

10.0 0.100~0.200 3,000~5,000 1,000~2,000 0.100~0.200 3,000~6,000 800~1,200 0.200~0.400 5,000~12,000 2,500~4,500

12.0 0.100~0.200 3,000~5,000 1,000~2,000 0.100~0.200 3,000~5,000 800~1,200 0.200~0.400 3,000~9,000 2,500~4,500

16.0 0.100~0.200 1,800~3,000 1,000~2,000 0.100~0.200 1,800~3,000 800~1,200 0.200~0.400 1,800~3,000 2,500~4,500

20.0 0.100~0.200 1,200~2,500 1,000~2,000 0.100~0.200 1,200~2,500 800~1,200 0.200~0.400 1,200~2,500 2,500~4,500

 Depth 
of Cut 

Ad

Pf

Pf= 0.05D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4HRR & 4HCR
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

0.8 0.006~0.030 12,000~25,000 250~1,000 0.004~0.025 12,000~25,000 250~1,000 0.002~0.020 12,000~25,000 250~1,000

1.0 0.007~0.050 10,000~25,000 600~2,000 0.005~0.040 8,000~20,000 500~1,800 0.003~0.030 5,000~16,000 500~1,800

1.2 0.009~0.045 10,000~25,000 500~1,000 0.006~0.040 8,000~20,000 500~1,800 0.004~0.030 8,000~20,000 500~1,800

1.5 0.010~0.050 8,000~20,000 450~2,000 0.007~0.040 7,000~20,000 350~1,600 0.005~0.030 5,000~15,000 350~1,600

2.0 0.015~0.060 7,000~18,000 500~1,800 0.010~0.050 8,000~15,000 450~1,500 0.005~0.030 5,000~12,000 450~1,500

2.5 0.030~0.070 7,000~14,000 600~1,500 0.020~0.050 8,000~15,000 500~1,400 0.008~0.030 4,500~10,000 500~1,400

3.0 0.020~0.100 5,000~18,000 700~2,200 0.015~0.060 6,000~12,000 600~1,800 0.008~0.030 4,500~10,000 600~1,800

4.0 0.025~0.100 4,500~12,000 700~2,000 0.010~0.060 4,000~10,000 600~1,500 0.008~0.050 3,000~8,500 600~1,500

5.0 0.100~0.200 5,000~8,000 1,000~2,000 0.050~0.100 3,500~10,000 1,000~1,600 0.030~0.050 3,500~7,000 800~1,300

6.0 0.050~0.150 4,000~10,000 2,000~3,500 0.030~0.100 3,500~10,000 2,000~3,000 0.010~0.060 3,500~7,000 1,200~2,000

8.0 0.050~0.150 6,500~9,000 2,500~3,600 0.030~0.100 5,000~7,500 2,000~3,000 0.020~0.050 4,500~6,000 1,500~2,500

10.0 0.050~0.150 5,000~7,500 2,300~3,000 0.030~0.100 4,000~6,000 1,800~2,300 0.020~0.050 3,500~5,500 1,200~2,000

12.0 0.050~0.200 3,000~5,000 1,700~2,500 0.030~0.120 3,000~5,000 1,500~2,000 0.020~0.050 2,800~4,000 1,000~1,600

16.0 0.050~0.200 1,500~2,800 1,500~3,000 0.030~0.120 1,500~2,800 1,500~2,000 0.020~0.050 2,800~4,000 1,000~1,600

20.0 0.050~0.200 1,200~2,500 1,500~3,000 0.030~0.120 1,200~2,500 1,500~2,000 0.020~0.050 2,800~4,000 1,000~1,600

 Depth 
of Cut Ad

D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4HIT
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

1.5 0.030~0.050 28,000~38,000 2,500~6,000 0.030~0.050 20,000~30,000 2,000~5,000 0.005~0.015 15,000~25,000 1,000~4,000

2.0 0.050~0.100 25,000~35,000 3,500~8,000 0.050~0.100 20,000~28,000 2,500~7,000 0.005~0.025 15,000~22,000 1,500~6,000

3.0 0.050~0.100 20,000~27,000 5,000~8,000 0.050~0.100 15,000~23,000 4,000~7,000 0.008~0.025 10,000~18,000 3,000~6,000

4.0 0.050~0.100 13,000~18,000 5,000~8,000 0.050~0.100 8,000~15,000 4,000~7,000 0.008~0.050 6,000~12,000 3,000~6,000

5.0 0.050~0.150 8,000~13,000 5,000~8,000 0.050~0.150 6,500~10,000 4,000~7,000 0.030~0.050 4,500~8,000 3,000~6,000

6.0 0.050~0.150 8,000~13,000 5,000~8,000 0.050~0.150 6,500~10,000 4,000~7,000 0.010~0.050 4,500~8,000 3,000~6,000

8.0 0.050~0.150 6,000~9,500 5,000~9,000 0.050~0.150 5,000~7,500 4,000~8,000 0.020~0.050 4,000~6,500 3,000~7,000

10.0 0.050~0.150 6,000~8,000 5,000~10,000 0.050~0.150 4,000~7,000 4,000~9,000 0.020~0.050 3,000~5,500 3,000~7,000

12.0 0.050~0.150 5,000~7,000 5,000~10,000 0.050~0.150 4,000~6,000 4,000~9,000 0.020~0.050 3,000~5,000 3,000~7,000

 Depth 
of Cut Ad

D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2HRE
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

0.1 0.001~0.004 38,000~50,000 50~80 0.001~0.004 35,000~45,000 30~65 0.001~0.002 25,000~35,000 20~60

0.2 0.002~0.005 30,000~50,000 60~240 0.002~0.005 25,000~40,000 40~200 0.002~0.003 20,000~32,000 30~160

0.3 0.003~0.007 30,000~48,000 60~350 0.003~0.007 22,000~38,000 45~300 0.002~0.003 18,000~30,000 35~250

0.4 0.003~0.010 25,000~40,000 150~500 0.003~0.010 20,000~35,000 100~400 0.002~0.005 18,000~30,000 80~350

0.5 0.003~0.020 16,000~30,000 150~500 0.003~0.020 16,000~30,000 100~400 0.001~0.007 12,000~23,000 80~360

0.6 0.004~0.020 16,000~30,000 230~620 0.004~0.020 16,000~28,000 130~500 0.002~0.007 12,000~23,000 100~400

0.7 0.010~0.040 16,000~30,000 330~650 0.005~0.040 16,000~25,000 130~550 0.003~0.020 12,000~23,000 100~450

0.8 0.005~0.040 16,000~30,000 250~900 0.005~0.040 13,500~23,000 150~800 0.002~0.040 10,000~20,000 100~650

1.0 0.005~0.050 12,000~27,000 150~1,000 0.003~0.050 10,000~23,000 60~900 0.002~0.040 6,000~18,000 50~800

1.2 0.010~0.050 12,500~25,000 350~1,000 0.007~0.050 10,000~23,000 250~900 0.003~0.040 7,000~18,000 200~800

1.5 0.010~0.070 9,000~23,000 300~1,200 0.010~0.060 8,000~20,000 200~900 0.005~0.040 7,000~18,000 150~800

2.0 0.015~0.080 7,000~20,000 280~1,000 0.015~0.060 7,000~18,000 180~900 0.010~0.050 7,000~15,000 160~750

3.0 0.030~0.100 5,000~16,000 350~900 0.020~0.100 6,000~16,000 250~800 0.015~0.070 6,000~10,000 200~700

4.0 0.035~0.100 4,500~14,000 350~900 0.035~0.100 5,000~12,000 250~800 0.025~0.070 5,000~9,500 200~700

5.0 0.050~0.120 3,500~12,000 400~1,000 0.040~0.100 4,000~10,000 300~900 0.030~0.080 3,000~8,000 250~800

6.0 0.050~0.120 3,500~12,000 400~1,000 0.040~0.120 4,000~10,000 300~900 0.030~0.080 3,000~8,000 250~800

8.0 0.060~0.150 4,500~10,000 450~1,000 0.050~0.120 3,500~9,000 350~900 0.040~0.100 2,500~7,000 300~800

10.0 0.080~0.150 4,000~8,000 500~1,000 0.060~0.120 3,000~7,000 400~900 0.040~0.100 2,000~5,000 300~800

12.0 0.080~0.200 3,500~7,000 500~1,000 0.070~0.180 2,500~6,000 400~900 0.050~0.120 1,500~4,000 300~800

 Depth 
of Cut Ad
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2HPE
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

0.1 0.01 38,000~50,000 50~80 0.005 32,000~45,000 50~80 0.003 30,000~40,000 50~80

0.2 0.02 30,000~50,000 60~240 0.010 28,000~42,000 60~240 0.005 25,000~38,000 50~100

0.3 0.03 30,000~48,000 60~350 0.015 25,000~40,000 60~350 0.008 22,000~35,000 60~150

0.4 0.04 25,000~40,000 150~500 0.020 20,000~35,000 150~500 0.010 18,000~32,000 70~150

0.5 0.05 16,000~30,000 150~500 0.025 12,000~25,000 150~500 0.013 15,000~30,000 70~150

0.6 0.06 16,000~30,000 230~620 0.03 12,000~25,000 230~620 0.02 12,000~25,000 80~150

0.7 0.07 16,000~30,000 330~650 0.04 12,000~25,000 330~650 0.02 12,000~25,000 80~150

0.8 0.08 16,000~30,000 250~900 0.04 12,000~25,000 250~900 0.02 12,000~25,000 80~150

1.0 0.10 25,000~32,000 150~500 0.05 16,000~24,000 150~500 0.03 12,000~20,000 90~120

1.5 0.15 18,000~25,000 200~500 0.08 10,000~15,000 200~500 0.04 8,000~15,000 100~150

2.0 0.20 16,000~20,000 200~500 0.10 8,000~13,000 200~500 0.05 7,000~12,000 100~150

2.5 0.25 10,000~15,000 200~500 0.13 7,000~12,000 200~500 0.06 6,000~12,000 120~230

3.0 0.30 8,000~13,000 200~500 0.15 6,000~11,000 200~500 0.08 5,000~10,000 150~250

4.0 0.40 7,000~12,000 200~600 0.20 5,000~10,000 200~600 0.10 4,000~9,000 150~250

5.0 0.50 6,500~10,000 200~500 0.25 4,000~8,500 200~500 0.13 3,500~7,500 150~230

6.0 0.60 6,500~10,000 200~600 0.30 4,000~8,500 200~600 0.15 3,500~7,500 150~230

8.0 1.20 4,500~8,000 200~400 0.40 2,500~6,500 150~400 0.20 2,500~5,000 120~200

10.0 1.50 3,000~6,000 200~400 0.50 2,000~5,500 150~400 0.25 2,000~4,500 120~200

12.0 1.80 2,500~5,000 200~400 0.60 1,500~3,500 150~400 0.30 1,500~3,200 120~200

 Depth 
of Cut Ad
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2HLE
Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 1.0 10,000~15,000 40~80 1.0 7,000~12,000 40~80 0.5 7,000~12,000 40~80

1.5 1.5 9,000~13,000 40~80 1.5 6,000~10,000 40~80 0.75 6,000~10,000 40~80

2.0 2.0 5,000~8,000 40~80 2.0 3,000~6,000 40~80 1.0 3,000~6,000 40~80

2.5 2.5 4,500~7,000 40~80 2.5 2,500~5,000 40~80 1.25 2,500~5,000 40~80

3.0 3.0 4,000~6,000 40~80 3.0 2,000~4,000 40~80 1.5 2,000~4,000 40~80

4.0 4.0 3,000~5,000 50~100 4.0 1,500~3,000 50~100 2.0 1,500~3,000 50~100

5.0 5.0 2,500~4,500 50~100 5.0 1,500~2,500 50~100 2.5 1,500~2,500 50~100

6.0 6.0 2,000~4,000 50~100 6.0 1,500~2,000 50~100 3.0 1,500~2,000 50~100

8.0 8.0 1,800~2,500 50~100 8.0 1,800~2,500 50~100 4.0 1,800~2,500 50~100

10.0 10.0 1,500~2,000 50~100 10.0 1,500~2,000 50~100 5.0 1,500~2,000 50~100

12.0 12.0 1,200~1,800 40~80 12.0 600~1,000 40~80 6.0 600~1,000 40~80

16.0 16.0 800~1,500 40~80 16.0 400~800 40~80 8.0 400~800 40~80

20.0 20.0 700~1,200 40~80 20.0 300~700 40~80 10.0 300~700 40~80

25.0 25.0 500~800 40~80 25.0 250~600 40~80 12.5 250~600 40~80

 Depth 
of Cut Ad

Rd

Rd=0.05D

Ad

Rd

Rd=0.02D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4HRE
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

0.8 0.005~0.040 15,000~28,000 250~900 0.005~0.025 12,000~25,000 250~900 0.002~0.040 10,000~20,000 100~650

1.0 0.010~0.050 12,000~25,000 400~2,000 0.003~0.030 10,000~20,000 300~1,800 0.002~0.040 8,000~18,000 200~1,200

1.2 0.010~0.050 10,000~25,000 500~2,000 0.007~0.050 9,000~20,000 300~1,600 0.003~0.040 7,000~18,000 200~1,200

1.5 0.020~0.060 9,000~23,000 700~2,000 0.010~0.030 8,000~20,000 400~1,600 0.005~0.040 7,000~18,000 200~1,200

2.0 0.030~0.080 7,000~20,000 800~2,000 0.015~0.050 6,000~18,000 400~1,600 0.010~0.050 5,000~15,000 200~1,200

3.0 0.050~0.100 5,000~16,000 800~2,000 0.020~0.060 5,000~15,000 400~1,600 0.015~0.070 4,000~10,000 200~1,200

4.0 0.050~0.150 4,500~14,000 800~2,000 0.025~0.080 4,000~10,000 400~2,000 0.025~0.070 3,000~8,000 200~1,200

5.0 0.050~0.120 3,500~12,000 600~1,500 0.040~0.100 3,000~8,000 400~1,000 0.030~0.080 2,500~6,000 250~800

6.0 0.050~0.120 3,500~12,000 600~1,500 0.040~0.120 3,000~8,000 400~1,000 0.030~0.080 2,500~6,000 250~800

8.0 0.060~0.150 4,500~10,000 450~1,000 0.050~0.120 2,500~7,000 350~900 0.040~0.100 2,000~5,000 300~700

10.0 0.080~0.150 4,000~8,000 500~1,000 0.060~0.120 2,000~5,000 300~800 0.040~0.100 2,000~4,500 300~700

12.0 0.080~0.200 3,500~7,000 500~1,000 0.070~0.180 2,000~4,000 300~800 0.050~0.120 1,500~4,000 300~650

 Depth 
of Cut Ad

D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4HPE
Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

0.8 0.04 15,000~28,000 250~900 0.04 12,000~25,000 250~900 0.010 10,000~20,000 100~650

1.0 0.05 12,000~25,000 400~2,000 0.05 10,000~20,000 300~1,800 0.02 8,000~18,000 200~1,200

1.2 0.06 10,000~25,000 500~2,000 0.06 9,000~20,000 300~1,600 0.02 7,000~18,000 200~1,200

1.5 0.08 9,000~23,000 700~2,000 0.08 8,000~20,000 400~1,600 0.03 7,000~18,000 200~1,200

2.0 0.10 7,000~20,000 800~2,000 0.10 6,000~18,000 400~1,600 0.04 5,000~15,000 200~1,200

3.0 0.30 5,000~16,000 800~2,000 0.30 5,000~15,000 400~1,600 0.06 4,000~10,000 200~1,200

4.0 0.40 4,500~14,000 800~2,000 0.40 4,000~10,000 400~2,000 0.08 3,000~8,000 200~1,200

5.0 0.50 3,500~12,000 600~1,500 0.50 3,000~8,000 400~1,000 0.10 2,500~6,000 250~800

6.0 0.60 3,500~12,000 600~1,500 0.60 3,000~8,000 400~1,000 0.12 2,500~6,000 250~800

8.0 1.20 2,500~10,000 450~1,000 0.80 2,500~7,000 350~900 0.16 2,000~5,000 300~700

10.0 1.50 2,000~7,500 500~1,000 1.00 2,000~5,000 300~800 0.20 2,000~4,500 300~700

12.0 1.80 1,800~7,000 500~1,000 1.20 2,000~4,000 300~800 0.24 1,500~4,000 300~650

 Depth 
of Cut 

Ad

Rd

Ad=1.5D
3E�����%�	������%���ʡ�

3E�����%�	����%���ʡ�

3E�����%�	����%���ʡ��


Ad

Rd

Rd=0.03D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4HLE
Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, HPM

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 1.0 10,000~15,000 40~80 1.0 7,000~12,000 40~80 0.5 7,000~12,000 40~80

1.5 1.5 9,000~13,000 40~80 1.5 6,000~10,000 40~80 0.75 6,000~10,000 40~80

2.0 2.0 5,000~8,000 40~80 2.0 3,000~6,000 40~80 1.0 3,000~6,000 40~80

2.5 2.5 4,500~7,000 40~80 2.5 2,500~5,000 40~80 1.25 2,500~5,000 40~80

3.0 3.0 4,000~6,000 40~80 3.0 2,000~4,000 40~80 1.5 2,000~4,000 40~80

4.0 4.0 3,000~5,000 50~100 4.0 1,500~3,000 50~100 2.0 1,500~3,000 50~100

5.0 5.0 2,500~4,500 50~100 5.0 1,500~2,500 50~100 2.5 1,500~2,500 50~100

6.0 6.0 2,000~4,000 50~100 6.0 1,500~2,000 50~100 3.0 1,500~2,000 50~100

8.0 8.0 1,800~2,500 50~100 8.0 1,800~2,500 50~100 4.0 1,800~2,500 50~100

10.0 10.0 1,500~2,000 50~100 10.0 1,500~2,000 50~100 5.0 1,500~2,000 50~100

12.0 12.0 1,200~1,800 40~80 12.0 600~1,000 40~80 6.0 600~1,000 40~80

16.0 16.0 800~1,500 40~80 16.0 400~800 40~80 8.0 400~800 40~80

20.0 20.0 700~1,200 40~80 20.0 300~700 40~80 10.0 300~700 40~80

25.0 25.0 500~800 40~80 25.0 250~600 40~80 12.5 250~600 40~80

 Depth 
of Cut Ad

Rd

Rd=0.05D

Ad

Rd

Rd=0.05D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4HHE
Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 0.05 12,000~25,000 400~2,000 0.05 10,000~20,000 300~1,800 0.02 8,000~18,000 200~1,200

1.2 0.06 10,000~25,000 500~2,000 0.06 9,000~20,000 300~1,600 0.02 7,000~18,000 200~1,200

1.5 0.08 9,000~23,000 700~2,000 0.08 8,000~20,000 400~1,600 0.03 7,000~18,000 200~1,200

2.0 0.10 7,000~20,000 800~2,000 0.10 6,000~18,000 400~1,600 0.04 5,000~15,000 200~1,200

3.0 0.30 5,000~16,000 800~2,000 0.30 5,000~15,000 400~1,600 0.06 4,000~10,000 200~1,200

4.0 0.40 4,500~14,000 800~2,000 0.40 4,000~10,000 400~2,000 0.08 3,000~8,000 200~1,200

5.0 0.50 3,500~12,000 600~1,500 0.50 3,000~8,000 400~1,000 0.10 2,500~6,000 250~800

6.0 0.60 3,500~12,000 600~1,500 0.60 3,000~8,000 400~1,000 0.12 2,500~6,000 250~800

8.0 1.20 2,500~10,000 450~1,000 1.20 2,500~7,000 350~900 0.16 2,000~5,000 300~700

10.0 1.50 2,000~7,500 500~1,000 1.50 2,000~5,000 300~800 0.20 2,000~4,500 300~700

12.0 1.80 1,800~7,000 500~1,000 1.80 2,000~4,000 300~800 0.24 1,500~4,000 300~650

 Depth 
of Cut 

Ad

Rd

Ad=1.5D
3E�����%�	������%���ʡ�

3E�����%�	����%���ʡ�
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Ad
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

6HPE
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Preharden Steel
NAK, CENA 1

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

넝炽䏝ꛩ帲抟ꛩ

SKD 11, SKD 61

넝炽䏝ꛩ帲抟ꛩ

ASP

HRC HRC 30 ~ 45 HRC 45 ~ 55 HRC 55 ~ 65 HRC 65 ~ 70

Outside
Diameter

Speed
(min-¹)

Feed
(mm/min)

Speed
(min-¹)

Feed
(mm/min)

Speed
(min-¹)

Feed
(mm/min)

Speed
(min-¹)

Feed
(mm/min)

6.0 13,000 4,400 11,000 3,300 8,000 2,200 5,300 1,300

8.0 10,000 4,500 8,000 3,200 6,000 2,200 4,000 1,300

10.0 8,000 4,300 6,400 3,050 4,800 2,100 3,200 1,250

12.0 6,600 4,000 5,300 2,800 4,000 1,900 2,700 1,170

16.0 5,000 3,800 4,000 2,650 3,000 1,800 2,000 1,100

20.0 4,000 3,600 3,200 2,530 2,400 1,730 1,600 1,050

Depth 
of Cut Ad

Rd

Ad=1.0D
Rd=0.05D

Ad

Rd

Ad=1.0D
Rd=0.03D



H-PRO TECHNICAL DATA

256

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2IRC
Milling Condition

鄃勞俱 焪ꛩ さꆃꛩ 곫炽ꛩ
Workpiece

Carbon Steels
S50C, SCM

Alloy Steels
SKD

Prehardened Steels
NAK 80, HPM 50

Outside  
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.9 3,000~3,500 200~500 2,000~2,500 150~400 2,300~2,800 100~300

2.9 2,300~2,800 200~500 1,500~2,000 150~400 1,500~2,000 100~300

3.9 1,500~2,000 200~500 1,300~1,800 150~400 1,300~1,800 100~300

4.9 1,300~1,800 200~500 1,200~1,700 150~400 1,200~1,700 100~300

5.9 1,200~1,700 200~500 700~1,200 150~400 700~1,200 100~300
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4IRC
Milling Condition

鄃勞俱 焪ꛩ さꆃꛩ 곫炽ꛩ
Workpiece

Carbon Steels
S50C, SCM

Alloy Steels
SKD

Prehardened Steels
NAK 80, HPM 50

Outside  
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.9 5,500~6,500 300~800 5,000~6,000 200~700 3,800~4,800 150~650

2.9 5,000~6,000 300~800 4,000~5,000 200~700 3,200~4,200 150~650

3.9 4,000~5,000 300~800 3,800~4,800 200~700 2,800~3,800 150~650

4.9 3,800~4,800 300~800 3,200~4,200 200~700 2,500~3,500 150~650

5.9 3,200~4,200 300~800 2,500~3,500 200~700 2,000~3,000 150~650
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2ARB
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ
 Ꜥさꆃ
Workpiece

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX Copper Aalloy

HRC HRC 30 ~ 45 HRC 45 ~ 55

Radius of
Ball Nose

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

R0.25 0.006~0.010 20,000~40,000 300~600 0.003~0.010 20,000~40,000 200~400 0.010~0.020 20,000~40,000 300~600

R0.3 0.010~0.030 20,000~40,000 600~1,000 0.003~0.030 20,000~40,000 400~800 0.020~0.040 20,000~40,000 600~1,000

R0.4 0.005~0.050 17,000~40,000 400~1,200 0.006~0.030 20,000~40,000 250~1,000 0.010~0.030 17,000~40,000 400~1,200

R0.5 0.010~0.050 15,000~38,000 400~1,400 0.010~0.030 15,000~38,000 300~1,200 0.050~0.100 15,000~40,000 800~3,000

R0.6 0.030~0.050 15,000~30,000 500~1,000 0.020~0.030 15,000~30,000 400~800 0.050~0.100 15,000~30,000 1,000~1,400

R0.75 0.030~0.050 12,000~30,000 400~1,900 0.030~0.050 12,000~30,000 300~1,400 0.050~0.100 12,000~30,000 1,000~3,000

R1.0 0.050~0.100 8,000~20,000 600~2,200 0.050~0.100 8,000~20,000 500~1,700 0.050~0.300 12,000~20,000 1,000~3,000

R1.5 0.050~0.100 12,000~20,000 1,000~2,600 0.050~0.100 12,000~20,000 1,000~2,100 0.100~0.300 12,000~20,000 1,600~3,500

R2.0 0.050~0.100 12,000~20,000 1,200~2,700 0.050~0.100 12,000~20,000 1,000~2,200 0.100~0.300 12,000~20,000 1,800~4,000

 Depth 
of Cut 

 

Ad
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2ASB
High Speed Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

R0.5 34,000 2,000 32,000 1,600 30,000 1,500

R0.75 32,000 2,500 30,000 2,050 28,000 1,900

R1.0 30,000 2,700 28,000 2,250 25,000 2,000

R1.5 27,000 3,200 25,000 2,500 22,000 2,200

R2.0 24,000 3,300 20,000 2,700 18,300 2,450

R3.0 16,000 3,500 13,500 2,650 12,200 2,450

R4.0 12,000 3,100 10,000 2,500 9,200 2,450

R5.0 9,500 2,850 8,000 2,300 7,350 2,150

R6.0 8,000 2,800 6,700 2,250 6,100 2,100

 Depth 
of Cut 

Ad

Pf

Ad = 0.02D
Pf= 0.05D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2APB
High Speed Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

R0.5 34,000 2,000 32,000 1,600 30,000 1,500

R0.75 32,000 2,500 30,000 2,050 28,000 1,900

R1.0 30,000 2,700 28,000 2,250 25,000 2,000

R1.5 27,000 3,200 25,000 2,500 22,000 2,200

R2.0 24,000 3,300 20,000 2,700 18,300 2,450

R3.0 16,000 3,500 13,500 2,650 12,200 2,450

R4.0 12,000 3,100 10,000 2,500 9,200 2,450

R5.0 9,500 2,850 8,000 2,300 7,350 2,150

R6.0 8,000 2,800 6,700 2,250 6,100 2,100

 Depth 
of Cut 

Ad

Pf

Ad = 0.02D
Pf= 0.05D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2ARR
High Speed Milling Condition

鄃勞俱 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ
 Ꜥさꆃ
Workpiece

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX Copper Aalloy

HRC HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

1.0 0.020~0.030 14,000~25,000 340~1,260 0.020~0.030 14,000~25,000 170~1,050 0.030~0.050 17,000~30,000 1,200~3,000

1.5 0.020~0.030 14,000~25,000 680~1,680 0.020~0.030 14,000~25,000 510~1,470 0.050~0.100 17,000~30,000 1,500~3,000

2.0 0.020~0.030 9,000~20,000 480~1,360 0.020~0.030 9,000~20,000 360~1,190 0.050~0.100 17,000~30,000 1,500~3,000

3.0 0.040~0.060 12,000~18,000 1,800~2,100 0.040~0.060 9,000~20,000 1,500~1,800 0.050~0.100 17,000~25,000 3,000~3,500

4.0 0.040~0.060 5,000~18,000 1,950~2,250 0.040~0.060 4,000~18,000 1,650~1,950 0.080~0.120 15,000~25,000 3,200~3,500

6.0 0.040~0.060 5,000~13,000 2,400~2,800 0.040~0.060 4,000~13,000 2,200~2,400 0.080~0.120 15,000~25,000 3,800~4,200

8.0 0.040~0.060 4,000~9,000 2,200~2,400 0.040~0.060 4,000~9000 1,800~2,100 0.080~0.120 7,000~15,000 3,800~4,200

10.0 0.080~0.120 3,000~6,000 1,500~1,900 0.080~0.120 3,000~6,000 1,500~1,900 0.080~0.120 5,000~13,000 4,200~4,800

12.0 0.080~0.120 2,000~5,000 1,400~1,800 0.080~0.120 3,000~5,000 1,400~1,800 0.080~0.120 3,000~9,000 4,200~4,800

 Depth 
of Cut 

 

Ad
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2ACR
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

6 3,800 250 2,700 130 1,600 55

8 2,900 240 2,100 120 1,200 50

10 2,300 230 1,700 100 1,000 50

12 2,000 230 1,400 100 800 45

 Depth 
of Cut 

 

Ad

Ad=0.3D
Rd=1.0D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2ALR
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

6 3,800 250 2,700 130 1,600 55

8 2,900 240 2,100 120 1,200 50

10 2,300 230 1,700 100 1,000 50

12 2,000 230 1,400 100 800 45

 Depth 
of Cut 

Ad

Rd

Ad=0.3D
Rd=1.0D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4ARR
High Speed Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

3 21,000 3,200 19,100 2,900 17,000 2,300

4 16,000 3,200 14,300 2,850 12,800 2,350

6 10,500 4,250 9,500 3,800 8,500 3,050

8 8,000 3,500 7,200 3,200 6,400 2,500

10 6,400 3,050 5,750 2,750 5,100 2,250

12 5,300 2,750 4,800 2,500 4,250 2,050

 Depth 
of Cut 

Rd

Ad

Ad=0.01D~0.02D
Rd=0.20D~0.40D



TECHNICAL DATA A-PRO

265

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4ACR
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

6 3,800 440 2,800 140 1,600 70

8 2,900 420 2,100 140 1,200 65

10 2,400 400 1,700 120 1,000 65

12 2,000 400 1,400 120 800 60

 Depth 
of Cut Ad

Rd

Ad=0.1D
Rd=1.0D

Ad

Rd

Ad=0.02D
Rd=1.0D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4ALR
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

6 10,500 3,850 9,000 3,450 8,000 2,700

8 7,500 3,200 6,750 2,850 6,000 2,250

10 6,050 2,800 5,400 2,500 4,750 2,000

12 5,050 2,500 4,500 2,250 4,000 1,830

 Depth 
of Cut 

Rd

Ad

Ad=0.01D~0.02D
Rd=0.20D~0.40D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2ARE
High Speed Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ Ꜥさꆃ
Workpiece

Carbon Steels
S50C, SCM

Preharden Steel
NAK 80, HPM 50

Copper Aalloy

HRC ~ HRC 30 HRC 30 ~ 45

Outside
Diameter

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth 
of Cut 

Ad(mm)

Speed 
(min-¹)

Feed 
(mm/min)

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

0.5 0.004~0.015 20,000~40,000 200~500 0.002~0.015 20,000~32,000 100~400 0.005~0.015 20,000~30,000 100~800

0.6 0.004~0.020 17,000~33,000 230~620 0.003~0.015 15,000~30,000 150~420 0.005~0.030 15,000~30,000 200~980

0.7 0.010~0.020 18,000~32,000 250~450 0.006~0.010 15,000~22,000 150~300 0.010~0.030 15,000~30,000 300~820

0.8 0.005~0.030 16,000~32,000 250~650 0.004~0.018 12,000~25,000 150~350 0.007~0.030 15,000~30,000 300~1,170

1.0 0.007~0.040 13,000~27,000 250~600 0.004~0.035 10,000~17,000 160~400 0.009~0.050 15,000~22,000 430~1,200

1.2 0.015~0.050 11,000~20,000 250~500 0.010~0.030 8,000~14,000 200~350 0.020~0.050 15,000~22,000 500~980

1.5 0.010~0.050 9,000~16,000 270~550 0.008~0.040 6,000~14,000 190~400 0.025~0.070 15,000~22,000 500~1,100

2.0 0.017~0.050 6,000~15,000 250~550 0.010~0.035 5,000~12,000 200~400 0.025~0.070 10,000~17,000 500~1,100

3.0 0.030~0.070 5,000~10,000 250~600 0.020~0.050 4,000~10,000 200~400 0.050~0.110 7,000~11,000 500~1150

4.0 0.040~0.100 5,000~7,000 250~650 0.030~0.070 2,800~10,000 200~410 0.060~0.150 5,000~8,500 530~1,200

 Depth 
of Cut Ad

D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2APE
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 29,000 520 19,000 260 12,000 120

1.5 20,000 530 13,000 270 8,500 120

2.0 16,000 530 10,000 270 6,500 120

3.0 11,000 580 6,500 290 4,500 140

4.0 8,800 560 5,500 270 3,500 130

6.0 6,500 540 3,700 250 2,500 130

8.0 4,800 540 2,800 250 2,000 130

10.0 3,800 540 2,300 250 1,500 130

12.0 3,200 540 1,900 250 1,300 130

 Depth 
of Cut 

Ad

D

"E�����%�	%���ʡ�
 
"E�����%�	%���ʡ�


Ad

D

"E�����%�	%���ʡ�

"E�����%�	%���ʡ�
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2AEL
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 29,000 520 19,000 260 12,000 120

1.5 20,000 530 13,000 270 8,500 120

2.0 16,000 530 10,000 270 6,500 120

3.0 11,000 580 6,500 290 4,500 140

4.0 8,800 560 5,500 270 3,500 130

6.0 6,500 540 3,700 250 2,500 130

8.0 4,800 540 2,800 250 2,000 130

10.0 3,800 540 2,300 250 1,500 130

12.0 3,200 540 1,900 250 1,300 130

 Depth 
of Cut 

Ad

D

"E�����%�	%���ʡ�

"E�����%�	%���ʡ�


Ad

D

"E�����%�	%���ʡ�

"E�����%�	%���ʡ�
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4APE
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

2.0 19,000 750 15,000 650 12,000 350

3.0 15,000 1,000 12,500 800 10,000 500

4.0 11,000 1,100 9,500 850 7,900 600

6.0 7,500 1,100 6,500 850 5,200 600

8.0 5,500 1,000 4,800 750 4,000 500

10.0 4,500 1,000 3,800 750 3,200 500

12.0 3,700 1,000 3,200 750 2,500 500

 Depth 
of Cut 

Ad

Rd

"E����%
�3E�����%�	%���ʡ�

"E����%
�3E�����%�	%���ʡ�

Ad

Rd

"E����%
�3E�����%�	%���ʡ�

"E����%
�3E�����%�	%���ʡ�
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4AEL
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

2.0 19,000 750 15,000 650 12,000 350

3.0 15,000 1,000 12,500 800 10,000 500

4.0 11,000 1,100 9,500 850 7,900 600

6.0 7,500 1,100 6,500 850 5,200 600

8.0 5,500 1,000 4,800 750 4,000 500

10.0 4,500 1,000 3,800 750 3,200 500

12.0 3,700 1,000 3,200 750 2,500 500

 Depth 
of Cut 

Ad

Rd

"E����%
�3E�����%�	%���ʡ�

"E����%
�3E�����%�	%���ʡ�


Ad

Rd

"E����%
�3E�����%�	%���ʡ�

"E����%
�3E�����%�	%���ʡ�




A-PRO TECHNICAL DATA

272

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4APL
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ
Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

HRC ~ HRC 30 HRC 30 ~ 45

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

4.0 4,000 190 2,800 130

6.0 2,600 190 1,800 130

8.0 1,900 190 1,300 130

10.0 1,500 190 1,100 130

12.0 1,300 190 900 110

 Depth 
of Cut 

Ad

Rd

"E����%
�3E�����%�	%���ʡ��

"E����%
�3E����NN�	%���ʡ��
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

3XOE & 4XOE
High Speed Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Prehardened Steels
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD61, STAVAX

HRC ~ HRC 30 HRC  30 ~ 35 HRC 35 ~ 45

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

6.0 4,000 230 2,900 160 2,200 130

8.0 3,500 250 2,700 180 1,700 150

10.0 2,500 280 2,100 210 1,350 170

12.0 2,000 310 1,800 240 1,200 210

16.0 1,500 330 1,700 250 900 210

Depth 
of Cut

Ad

D

Ad : 0.75D
Ad Max = 12mm

Ad

D

Ad : 0.5D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4XREV
High Speed Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Prehardened Steels
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

6.0 8,300 1,100 7,000 850 6,500 600

8.0 6,000 1,100 6,500 850 5,500 600

10.0 5,500 1,000 4,300 750 4,000 500

12.0 4,300 1,000 3,700 750 3,200 500

16.0 3,500 800 3,500 750 2,500 450

Depth 
of Cut

Ad

D

D MAX : 0.4D 
Ad MAX : 1.5D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4XPEV
High Speed Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Prehardened Steels
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

6.0 7,500 1,100 6,500 850 5,200 600

8.0 5,500 1,100 4,800 850 4,000 600

10.0 4,500 1,000 3,800 750 3,200 500

12.0 3,700 1,000 3,200 750 2,500 500

16.0 3,200 800 2,700 750 1,850 450

Depth 
of Cut

Ad

D

D MAX : 0.4D
Ad MAX : 1.5D
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1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

2XPE
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 29,000 520 19,000 260 12,000 120

1.5 20,000 530 13,000 270 8,500 120

2.0 16,000 530 10,000 270 6,500 120

3.0 11,000 580 6,500 290 4,500 140

4.0 8,800 560 5,500 270 3,500 130

6.0 6,500 540 3,700 250 2,500 130

8.0 4,800 540 2,800 250 2,000 130

10.0 3,800 540 2,300 250 1,500 130

12.0 3,200 540 1,900 250 1,300 130

Depth 
of Cut

Ad

D

"E�����%�	%���ʡ�

"E�����%�	%���ʡ�


Ad

D

"E�����%�	%���ʡ�

"E�����%�	%���ʡ�




TECHNICAL DATA X-PRO

277

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾�
��䒉雳屘꨺Ⲇㄤ굥Ⲇ涸Ⲇ⽱倯䒭�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
����鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. For milling steels, air blow or MQL(Oil Mist) are recommended. 

4. Adjust both Spindle speed and Feedrate by the same proportion. 

5.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

4XPE
Milling Condition

鄃勞俱 焪ꛩ 곫炽ꛩ 넝炽䏝ꛩ帲抟ꛩ

Workpiece

Carbon Steels
S50C

Preharden Steel
NAK

넝炽䏝ꛩ帲抟ꛩ

SKD 61, STAVAX

HRC ~ HRC 30 HRC 30 ~ 45 HRC 45 ~ 55

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

2 19,000 750 15,000 650 12,000 350

3 15,000 1,000 12,500 800 10,000 500

4 11,000 1,100 9,500 850 7,900 600

6 7,500 1,100 6,500 850 5,200 600

8 5,500 1,000 4,800 750 4,000 500

10 4,500 1,000 3,800 750 3,200 500

12 3,700 1,000 3,200 750 2,500 500

Depth 
of Cut

Ad

Rd

"E����%
�3E�����%�	%���ʡ�
 
"E����%
�3E�����%�	%���ʡ�


Ad

Rd

"E����%
�3E�����%�	%���ʡ�
 
"E����%
�3E�����%�	%���ʡ�




4SUB
Milling Condition

S-PRO TECHNICAL DATA

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
��鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. Adjust both Spindle speed and Feedrate by the same proportion. 

4.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

鄃勞俱 Ꝁ꜈ 464�����禸⴨ 464�����禸⴨
Workpiece Ꝁ꜈� Stainless Steel

300 Series
Stainless Steel

400 Series

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

R1.5 12,000~15,000 250~300 6,000~8,000 80~150 8,000~12,000 130~180

R2.0 8,000~12,000 300~400 4,500~7,000 100~150 6,000~8,000 150~200

R2.5 7,000~9,000 400~500 3,000~5,000 150~200 4,500~7,000 200~250

R3.0 6,000~8,000 450~600 2,500~4,500 180~230 3,000~5,000 230~280

R4.0 4,500~7,000 500~700 2,300~3,500 230~280 2,500~4,500 400~500

R5.0 3,000~5,000 700~900 1,500~2,500 280~330 2,300~3,500 400~500

R6.0 2,500~4,500 700~900 1,200~2,000 280~330 1,500~2,500 300~400

R8.0 2,300~3,500 700~900 1,000~1,600 280~330 1,500~2,500 380~430

R10.0 1,500~2,500 600~900 800~1,200 280~330 1,300~1,800 350~400

Depth 
of Cut

Ad

Pf

278



4SUR & 4SURA
Milling Condition

TECHNICAL DATA S-PRO

279

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
��鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. Adjust both Spindle speed and Feedrate by the same proportion. 

4.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

鄃勞俱 Ꝁ꜈ 464�����禸⴨ 464�����禸⴨
Workpiece Ꝁ꜈� Stainless Steel

300 Series
Stainless Steel

400 Series

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 35,000~42,000 250~300 18,000~25,000 230~280 18,000~25,000 150~200

2.0 18,000~25,000 250~300 12,000~18,000 150~200 12,000~20,000 150~200

3.0 12,000~20,000 250~350 6,000~10,000 80~120 8,000~13,000 120~170

4.0 8,000~13,000 320~420 4,000~6,000 100~150 6,000~10,000 150~200

5.0 6,000~10,000 230~280 3,500~4,000 150~200 5,000~6,000 300~500

6.0 5,500~6,000 500~700 3,200~3,700 150~200 5,000~6,000 400~600

8.0 4,000~4,500 600~750 2,500~3,000 230~280 3,200~3,700 500~700

10.0 3,200~3,700 650~850 1,800~2,300 300~350 2,800~3,300 600~750

12.0 2,800~3,300 700~800 1,500~2,000 300~350 2,300~2,800 600~750

16.0 2,000~2,500 550~650 1,200~2,000 250~300 1,800~2,300 400~500

18.0 1,800~2,300 500~650 1,000~1,600 250~300 1,500~2,000 400~500

20.0 1,500~2,000 500~650 800~1,200 250~300 1,200~1,800 350~450

Depth 
of Cut

Ad

Hd

Ad=1.0D
3E����%	.BY�


Ad

Rd

"E����%	.BY�

3E����%	.BY�




4SUE & 4SUEA
Milling Condition

280

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
��鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. Adjust both Spindle speed and Feedrate by the same proportion. 

4.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

鄃勞俱 椔Ꝁ꜈ 464�����禸⴨ 464�����禸⴨
Workpiece Cast Iron

Stainless Steel
300 Series

Stainless Steel
400 Series

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 35,000~42,000 250~300 18,000~25,000 230~280 18,000~25,000 150~200

2.0 18,000~25,000 250~300 12,000~18,000 150~200 12,000~20,000 150~200

3.0 12,000~20,000 250~350 6,000~10,000 80~120 8,000~13,000 120~170

4.0 8,000~13,000 320~420 4,000~6,000 100~150 6,000~10,000 150~200

5.0 6,000~10,000 230~280 3,500~4,000 150~200 5,000~6,000 300~500

6.0 5,500~6,000 500~700 3,200~3,700 150~200 5,000~6,000 400~600

8.0 4,000~4,500 600~750 2,500~3,000 230~280 3,200~3,700 500~700

10.0 3,200~3,700 650~850 1,800~2,300 300~350 2,800~3,300 600~750

12.0 2,800~3,300 700~800 1,500~2,000 300~350 2,300~2,800 600~750

16.0 2,000~2,500 550~650 1,200~2,000 250~300 1,800~2,300 400~500

18.0 1,800~2,300 500~650 1,000~1,600 250~300 1,500~2,000 400~500

20.0 1,500~2,000 500~650 800~1,200 250~300 1,200~1,800 350~450

Depth 
of Cut

Ad

Hd

Ad=1.0D
3E����%	.BY�


Ad

Rd

"E����%	.BY�

3E����%	.BY�


S-PRO TECHNICAL DATA



Title

TECHNICAL DATA D-PRO

281

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2DRB
Milling Condition

鄃勞俱 瀖 Ꜥさꆃ
Workpiece Graphite Copper Alloys

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

R0.05 38,000~50,000 50~100 38,000~50,000 50~100

R0.1 38,000~50,000 80~150 38,000~50,000 200~500

R0.15 38,000~50,000 100~300 38,000~50,000 300~800

R0.2 30,000~42,000 200~500 30,000~42,000 300~1,000

R0.25 30,000~42,000 400~800 30,000~42,000 500~1,400

R0.3 20,000~40,000 500~900 24,000~40,000 350~1,600

R0.4 20,000~40,000 600~1,000 20,000~40,000 450~2,000

R0.5 20,000~40,000 800~2,000 20,000~40,000 800~3,000

R0.75 18,000~35,000 1,200~2,000 18,000~30,000 1,200~3,000

R1.0 12,000~30,000 1,200~2,000 12,000~20,000 1,200~3,000

R1.5 10,000~20,000 1,200~2,000 16,000~20,000 1,800~4,000

R2.0 10,000~15,000 1,300~2,000 16,000~20,000 2,100~4,000

R3.0 9,000~16,000 1,500~2,100 13,300~20,000 1,600~4,000

R4.0 8,000~12,000 1,400~2,200 10,000~16,000 1,400~3,200

R5.0 6,000~10,000 1,200~2,400 8,000~12,800 1,500~3,000

R6.0 4,000~8,000 1,200~1,900 6,600~10,000 1,300~2,600

Depth 
of Cut

Ad

Pf

Ad = 0.1D 
Pf = 0.3D

Ad

Pf

Ad = 0.05D 
Pf = 0.3D



D-PRO TECHNICAL DATA
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2DPB
Milling Condition

鄃勞俱 瀖 Ꜥさꆃ
Workpiece Graphite Copper Alloys

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

R0.3 20,000~40,000 800~2,000 20,000~40,000 800~3,000

R0.4 20,000~40,000 800~2,000 20,000~40,000 800~3,000

R0.5 20,000~40,000 800~2,000 20,000~40,000 800~3,000

R0.75 18,000~35,000 1,200~2,000 18,000~30,000 1,200~3,000

R1.0 12,000~30,000 1,200~2,000 12,000~20,000 1,200~3,000

R1.5 10,000~20,000 1,200~2,000 16,000~20,000 1,800~4,000

R2.0 10,000~15,000 1,300~2,000 16,000~20,000 2,100~4,000

R3.0 9,000~16,000 1,500~2,100 13,300~20,000 1,600~4,000

R4.0 8,000~12,000 1,400~2,200 10,000~16,000 1,400~3,200

R5.0 6,000~10,000 1,280~2,400 8,000~12,800 1,500~3,000

R6.0 4,000~8,000 1,200~1,900 6,600~10,000 1,300~2,600

Depth 
of Cut

Ad

Pf

Ad = 0.1D 
Pf = 0.3D

Ad

Pf

Ad = 0.05D 
Pf = 0.3D



TECHNICAL DATA D-PRO
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

Milling Condition

鄃勞俱 瀖
Workpiece Graphite

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

0.2 38,000~50,000 80~150

0.3 38,000~50,000 100~300

0.4 30,000~42,000 200~500

0.5 30,000~42,000 400~800

0.6 20,000~40,000 500~900

0.8 20,000~40,000 600~1,000

1.0 20,000~40,000 800~2,000

1.5 18,000~35,000 1,200~2,000

2.0 12,000~30,000 1,200~2,000

3.0 10,000~20,000 1,200~2,000

4.0 10,000~15,000 1,300~2,000

6.0 9,000~16,000 1,500~2,100

Depth 
of Cut

Ad

Pf

Ad = 0.1D 
Pf = 0.3D

2DRR



D-PRO TECHNICAL DATA

284

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

4DRR
Milling Condition

鄃勞俱 瀖
Workpiece Graphite

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

2.0 12,000~30,000 2,500~4,000

3.0 10,000~20,000 2,500~4,000

4.0 10,000~15,000 3,000~5,000

6.0 9,000~16,000 4,000~6,000

8.0 8,000~12,000 4,000~6,000

10.0 6,000~10,000 4,000~6,000

12.0 4,000~8,000 4,000~6,000

Depth 
of Cut

Ad

Pf

Ad = 0.05D 
Pf = 0.3D



TECHNICAL DATA D-PRO

285

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2DRE
Milling Condition

鄃勞俱 瀖 Ꜥさꆃ
Workpiece Graphite Copper Alloys

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 13,000~17,000 600~900 25,000~32,000 800~1,200

1.5 13,000~17,000 800~1,200 25,000~32,000 900~1,300

2.0 13,000~17,000 1,000~1,300 23,000~30,000 1,000~1,500

3.0 13,000~17,000 1,500~1,800 13,000~17,000 1,000~1,500

4.0 13,000~17,000 1,300~2,000 10,000~16,000 1,000~1,500

6.0 13,000~17,000 1,800~2,300 8,000~12,000 1,000~1,500

8.0 13,000~17,000 2,000~2,500 5,000~8,000 1,000~1,500

10.0 10,000~13,000 1,800~2,200 4,000~7,000 1,200~1,600

12.0 8,000~11,000 1,800~2,200 3,000~6,000 1,000~1,500

Depth 
of Cut

Ad

Pf

"E�������%�	%���ʡ�

"E�������%�	%���ʡ�




D-PRO TECHNICAL DATA

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

286

2DPE
Milling Condition

鄃勞俱 瀖 Ꜥさꆃ
Workpiece Graphite Copper Alloys

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

0.2 30,000~40,000 350~800 30,000~40,000 250~600

0.3 30,000~40,000 350~800 30,000~40,000 250~600

0.4 28,000~35,000 500~800 28,000~35,000 300~650

0.5 25,000~32,000 500~800 25,000~32,000 300~650

0.6 25,000~32,000 500~800 25,000~32,000 300~650

0.7 23,000~30,000 500~800 23,000~30,000 400~700

0.8 20,000~30,000 500~800 20,000~30,000 500~800

1.0 13,000~17,000 600~900 25,000~32,000 800~1,200

1.5 13,000~17,000 800~1,200 25,000~32,000 900~1,300

2.0 13,000~17,000 1,000~1,300 23,000~30,000 1,000~1,500

3.0 13,000~17,000 1,500~1,800 13,000~17,000 1,000~1,500

4.0 13,000~17,000 1,300~2,000 10,000~16,000 1,000~1,500

6.0 13,000~17,000 1,800~2,300 8,000~12,000 1,000~1,500

8.0 13,000~17,000 2,000~2,500 5,000~8,000 1,000~1,500

10.0 10,000~13,000 1,800~2,200 4,000~7,000 1,200~1,600

12.0 8,000~11,000 1,800~2,200 3,000~6,000 1,000~1,500

Depth 
of Cut

Ad

D

"E�������%�	%���ʡ�

"E�������%�	%���ʡ�




TECHNICAL DATA D-PRO

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

287

4DPE
Milling Condition

鄃勞俱 瀖
Workpiece Graphite

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

2.0 13,000~17,000 1,300~1,800

3.0 13,000~17,000 1,800~2,300

4.0 13,000~17,000 2,000~2,500

6.0 13,000~17,000 2,300~2,800

8.0 13,000~17,000 2,200~2,800

10.0 10,000~13,000 2,200~2,800

12.0 8,000~11,000 2,200~2,800

Depth 
of Cut

Ad

D

"E�������%�	%���ʡ�

"E�������%�	%���ʡ�




A-PLUS TECHNICAL DATA
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2KRB
High Speed Milling Condition

鄃勞俱 Ꜥさꆃ
Workpiece Copper Alloys

Radius of
Ball Nose

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

R0.05 0.003~0.010 38,000~50,000 50~100

R0.1 0.010~0.020 38,000~50,000 200~500

R0.15 0.010~0.025 38,000~50,000 300~800

R0.2 0.010~0.030 30,000~42,000 300~1,000

R0.25 0.010~0.030 30,000~42,000 500~1,400

R0.3 0.010~0.100 24,000~40,000 350~1,600

R0.4 0.030~0.100 20,000~40,000 450~2,000

R0.5 0.050~0.200 20,000~40,000 800~3,000

R0.75 0.100~0.300 18,000~30,000 1,200~3,000

R1.0 0.100~0.400 12,000~20,000 1,200~3,000

R1.5 0.200~0.500 16,000~20,000 1,800~4,000

R2.0 0.300~0.500 16,000~20,000 2,100~4,000

Depth 
of Cut

 

Ad



TECHNICAL DATA A-PLUS

289

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2KSB
High Speed Milling Condition

鄃勞俱 Ꜥさꆃ
Workpiece Copper Alloys

Radius of
Ball Nose

Depth
of Cut

Ad(mm)

Feed 
(mm/min)

Speed 
(min-¹)

R0.2 0.010~0.030 30,000~42,000 300~1,000

R0.25 0.010~0.030 30,000~42,000 500~1,400

R0.3 0.010~0.100 24,000~40,000 350~1,600

R0.4 0.030~0.100 20,000~40,000 450~2,000

R0.5 0.050~0.200 20,000~40,000 800~3,000

R0.75 0.100~0.300 18,000~30,000 1,200~3,000

R1.0 0.100~0.400 12,000~20,000 1,200~3,000

R1.5 0.200~0.500 16,000~20,000 1,800~4,000

R2.0 0.300~0.500 16,000~20,000 2,100~4,000

R3.0 0.300~0.600 13,300~20,000 1,600~4,000

R4.0 0.300~0.800 10,000~16,000 1,400~3,200

R5.0 0.300~1.000 8,000~12,800 1,280~3,000

R6.0 0.300~1.200 6,600~10,000 1,190~2,660

Depth 
of Cut

Ad

Pf

1G������%



A-PLUS TECHNICAL DATA
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2KLB
High Speed Milling Condition

鄃勞俱 Ꜥさꆃ
Workpiece Copper Alloys

Radius of
Ball Nose

Depth
of Cut

Ad(mm)

Feed 
(mm/min)

Speed 
(min-¹)

R0.5 0.050~0.200 20,000~40,000 800~3,000

R0.75 0.100~0.300 18,000~30,000 1,200~3,000

R1.0 0.100~0.400 12,000~20,000 1,200~3,000

R1.5 0.200~0.500 16,000~20,000 1,800~4,000

R2.0 0.300~0.500 16,000~20,000 2,100~4,000

R3.0 0.300~0.600 13,300~20,000 1,600~4,000

R4.0 0.300~0.800 10,000~16,000 1,400~3,200

R5.0 0.300~1.000 8,000~12,800 1,280~3,000

R6.0 0.300~1.200 6,600~10,000 1,190~2,660

Depth 
of Cut

Ad

Pf

1G������%



TECHNICAL DATA A-PLUS

291

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2KRR
High Speed Milling Condition

鄃勞俱 Ꜥ
Workpiece Copper

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

2.0 15,000~25,000 3,000 15,000~25,000 1,500

3.0 15,000~25,000 3,200 15,000~25,000 1,600

4.0 15,000~25,000 3,500 15,000~25,000 1,800

6.0 10,000~20,000 4,000 10,000~20,000 2,000

8.0 7,000~15,000 4,000 7,000~15,000 2,000

10.0 5,000~13,000 4,500 5,000~13,000 2,200

12.0 3,000~9,000 4,500 3,000~9,000 2,200

Depth 
of Cut

1.0D

0.5D

0.5D

D



A-PLUS TECHNICAL DATA
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2KRE
High Speed Milling Condition

鄃勞俱 Ꜥ
Workpiece Copper

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

0.1 0.001~0.005 39,000~50,000 50~100

0.2 0.002~0.006 39,000~50,000 300~450

0.3 0.003~0.008 39,000~50,000 350~550

0.4 0.004~0.010 39,000~50,000 390~620

0.5 0.005~0.020 34,000~50,000 430~800

0.6 0.005~0.030 34,000~50,000 400~980

0.8 0.007~0.040 21,000~42,000 420~1,170

1.0 0.009~0.060 17,000~34,000 430~1,200

1.5 0.025~0.070 15,000~22,000 500~1,100

2.0 0.025~0.070 10,000~17,000 500~1,100

3.0 0.050~0.110 7,000~11,000 600~1150

4.0 0.060~0.150 5,000~8,500 630~1,200

Depth 
of Cut Ad

D



TECHNICAL DATA A-PLUS
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2KPE
High Speed Milling Condition

鄃勞俱 Ꜥ
Workpiece Copper

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

0.4 30,000~40,000 100 30,000~40,000 80

0.5 28,000~35,000 120 28,000~35,000 100

0.6 27,000~33,000 150 23,000~28,000 120

0.8 20,000~25,000 180 18,000~24,000 150

1 15,000~20,000 180 14,000~20,000 150

1.2 14,000~20,000 200 10,000~15,000 150

1.5 14,000~20,000 250 10,000~15,000 150

2 13,000~18,000 320 5,000~10,000 150

2.5 13,000~18,000 420 5,000~10,000 150

3.0 12,000~17,000 600 4,000~8,000 170

4.0 10,000~15,000 650 4,000~8,000 200

5.0 8,000~12,000 700 4,000~8,000 250

6.0 5,000~10,000 750 3,500~7,000 250

8.0 4,000~9,000 650 3,000~6,000 250

10.0 4,000~8,000 600 3,000~6,000 350

12.0 3,000~6,000 500 3,000~6,000 450

Depth 
of Cut

Ad

Rd

"E����%
�3E�����%�	%���ʡ�

"E����%
�3E�����%�	%���ʡ�


Ad

D

"E�����%�	%���ʡ�
 
"E�����%�	%���ʡ�




AL-PRO TECHNICAL DATA
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

1ALE
Milling Condition

鄃勞俱 ❇⯘⸂�ꜥ さꆃꛩ�Ꝁ꜈
Workpiece Acrylic, Aluminium Alloy Steels, Cast Iron

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 30,000~35,000 1,500~2,000 25,000~30,000 1,500~2,000

2.0 28,000~32,000 1,800~2,300 20,000~25,000 1,300~1,800

3.0 22,000~26,000 2,200~2,500 16,000~20,000 1,500~2,000

4.0 18,000~22,000 2,200~2,500 13,000~18,000 1,500~2,000

6.0 12,000~15,000 2,200~2,500 8,000~12,000 1,500~2,000

8.0 8,000~12,000 2,300~2,700 6,000~9,000 1,800~2,200

10.0 7,000~9,000 2,300~2,700 5,000~8,000 1,800~2,200

12.0 6,000~8,500 2,300~2,700 4,000~7,000 1,800~2,200

Depth 
of Cut

Ad

D

 Ad = 0.25D



TECHNICAL DATA AL-PRO
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

2ALE
Milling Condition

鄃勞俱 ꜥ さꆃꛩ�Ꝁ꜈
Workpiece Acrylic, Aluminium Alloy Steels, Cast Iron

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 15,000~20,000 700~1,000 15,000~20,000 500~800

1.5 15,000~20,000 700~1,000 10,000~15,000 500~800

2.0 10,000~15,000 700~1,000 10,000~15,000 400~700

3.0 8,000~12,000 800~1,200 8,000~12,000 400~700

4.0 8,000~12,000 1,000~1,300 8,000~12,000 800~1,200

6.0 8,000~12,000 1,200~1,500 8,000~12,000 1,000~1,500

8.0 6,500~9,000 1,500~2,000 6,500~9,000 1,200~1,600

10.0 6,500~9,000 1,800~2,300 6,500~9,000 1,500~2,000

12.0 6,000~8,500 2,000~2,500 6,000~8,500 2,000~2,500

14.0 5,500~8,000 2,000~2,500 5,500~8,000 1,500~2,000

16.0 5,000~8,000 2,300~2,700 5,000~8,000 1,500~2,000

18.0 3,500~5,000 1,800~2,300 3,500~5,000 1,300~1,800

20.0 3,500~5,000 1,800~2,300 3,500~5,000 1,300~1,800

Depth 
of Cut

Ad

D

Ad = 0.5D

Ad

Rd

"E������%
�3E�������%�	%���ʡ��

�"E������%
�3E������%�	%���ʡ��




AL-PRO TECHNICAL DATA
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 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

3ALE
Milling Condition 

鄃勞俱 ꜥ ꜥ
Workpiece Aluminium Aluminium

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 15,000~20,000 400~800 15,000~20,000 800~1,200

1.5 10,000~15,000 400~800 10,000~15,000 800~1,200

2.0 8,000~12,000 300~700 8,000~12,000 600~1,000

3.0 6,500~9,000 300~700 6,500~9,000 300~700

4.0 6,500~9,000 300~700 6,500~9,000 300~700

6.0 6,500~9,000 500~800 6,500~9,000 600~1,000

8.0 5,000~8,000 600~1,000 5,000~8,000 600~1,000

10.0 5,000~8,000 600~1,000 5,000~8,000 800~1,200

12.0 5,000~8,000 800~1,200 5,000~8,000 600~1,000

14.0 3,500~5,000 800~1,200 3,500~5,000 800~1,200

16.0 3,500~5,000 800~1,200 3,500~5,000 800~1,200

18.0 2,500~4,000 600~1,000 2,500~4,000 800~1,200

20.0 2,500~4,000 600~1,000 2,500~4,000 800~1,200

Depth 
of Cut

Ad

D

Ad = 0.2D

Ad

Rd

Ad=0.15D 
Rd=1.0~2.5D



2MRB & 2MMB
High Speed Milling Condition

TECHNICAL DATA ABS

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪
1. Use a rigid precise machine and holder.

鄃勞俱 "#4吆腒�❇⯘⸂ ꜥさꆃ
Workpiece ABS, Acrylic Aluminium Alloys

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

R0.1 20,000 200 17,500 500

R0.15 20,000 300 17,500 800

R0.2 20,000 300 16,000 1,000

R0.25 19,000 500 16,000 1,400

R0.3 19,000 500 16,000 1,600

R0.4 19,000 500 16,000 2,000

R0.5 18,000 800 15,000 3,000

R0.75 18,000 1,200 14,000 3,000

R1.0 16,000 1,200 13,000 3,000

R1.5 16,000 1,800 10,000 4,000

R2.0 15,000 2,100 8,500 4,000

R3.0 10,000 1,600 7,000 4,000

R4.0 7,000 1,400 6,000 3,200

R5.0 5,500 1,300 4,500 3,000

R6.0 4,500 1,200 3,500 2,700

Depth 
of Cut

Ad

Pf

Ad = 0.1D 
Pf = 0.3D
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2MRE & 2MME
High Speed Milling Condition

 ABS TECHNICAL DATA

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪
1. Use a rigid precise machine and holder.

鄃勞俱 "#4吆腒�❇⯘⸂ ꜥさꆃ "#4吆腒�❇⯘⸂ ꜥさꆃ
Workpiece ABS, Acrylic Aluminium Alloys ABS, Acrylic Aluminium Alloys

Outside 
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

0.2 17,500 110 17,500 220 20,000 210 17,500 120

0.3 17,500 120 17,500 240 20,000 260 17,500 140

0.4 16,000 120 16,000 240 20,000 340 16,000 140

0.5 16,000 125 16,000 250 19,000 410 16,000 160

0.6 16,000 140 16,000 280 19,000 520 16,000 260

0.8 16,000 180 16,000 360 19,000 680 16,000 350

1.0 15,000 250 15,000 500 18,000 850 15,000 400

1.5 14,000 350 14,000 700 18,000 900 14,000 430

2.0 13,000 380 13,000 760 16,000 1,000 13,000 500

3.0 10,000 380 10,000 760 16,000 1,000 10,000 500

4.0 8,500 370 8,500 740 15,000 1,000 8,500 360

6.0 7,000 250 7,000 500 10,000 750 7,000 270

8.0 6,000 200 6,000 400 7,000 550 6,000 220

10.0 4,500 150 4,500 300 5,500 430 4,500 200

12.0 3,500 130 3,500 260 4,500 320 3,500 180

Depth 
of Cut

Ad

D

Ad=1.0D

Ad

Rd

Ad=1.0D 
Rd=0.01D

298



2MGB
Milling Condition

TECHNICAL DATA MICRO GRAIN

299

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids.

鄃勞俱 焪ꛩ さꆃꛩ 곫炽ꛩ
Workpiece

Carbon Steels
S50C

Alloy Steels
SCM

Prehardened Steels
NAK 80, HPM 50

Radius of
Ball Nose

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

R 0.5 16,000 500 14,000 350 12,000 200

R 0.75 14,000 600 12,000 400 10,000 300

R 1.0 12,000 700 11,000 550 9,000 450

R 1.5 8,500 700 7,000 550 6,200 450

R 2.0 6,200 700 5,500 550 4,600 450

R 3.0 4,200 700 3,600 550 3,500 450

R 4.0 3,200 700 2,700 550 2,300 450

R 5.0 2,500 700 2,200 550 1,800 450

R 6.0 2,100 700 1,800 550 1,500 450

Depth 
of Cut

Ad

Pf

Ad = 0.05D
Pf = 0.1D



4MGE
Milling Condition

鄃勞俱 焪ꛩ さꆃꛩ ꬌ꜈さꆃ
Workpiece

Carbon Steels
S50C

Alloy Steels
SCM

Non-Ferrous Alloys

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

2.0 6,000 150 5,000 50 15,000 400

3.0 3,500 150 3,300 50 13,000 600

4.0 2,500 150 2,400 80 9,000 600

6.0 2,000 150 1,500 100 6,000 700

8.0 1,300 150 1,200 100 4,000 800

10.0 1,100 150 800 100 3,000 800

12.0 900 150 700 100 2,500 1,000

Depth 
of Cut

"E������%
�3E�������%�	%���ʡ�

"E������%
�3E�������%�	%���ʡ�


Ad

D

"E������%
�3E�������%�	%���ʡ�

"E������%
�3E�������%�	%���ʡ�


Milling Condition

鄃勞俱 焪ꛩ さꆃꛩ ꬌ꜈さꆃ
Workpiece

Carbon Steels
S50C

Alloy Steels
SCM

Non-Ferrous Alloys

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

1.0 12,000 100 10,000 40 30,000 250

1.5 8,500 100 7,000 45 20,000 250

2.0 6,300 100 5,500 60 17,000 300

3.0 4,000 100 3,600 80 15,000 500

4.0 3,000 100 2,700 80 11,000 550

5.0 2,500 100 2,100 80 9,000 600

6.0 2,100 100 1,800 80 7,000 650

8.0 1,500 100 1,400 80 5,000 700

10.0 1,300 100 1,000 80 4,000 750

12.0 1,100 100 900 80 3,200 800

Depth 
of Cut

Ad

D

"E������%�	%���ʡ�

"E������%�	%���ʡ�


2MGE

MICRO GRAIN TECHNICAL DATA
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2XPDN
Milling Condition

TECHNICAL DATA MICRO GRAIN

301

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��䒉雳⢪欽ⴖ屘
��ꬌ꜈さꆃ傞䒉雳⢪欽䎁䒭ⴖ岀�
1. Use a rigid precise machine and holder. 

2. Recommend water soluble fluids. 

3. Dry milling is recommended for non-ferrous alloys.

鄃勞俱 焪ꛩ さꆃꛩ ꬌ꜈さꆃ
Workpiece

Carbon Steels
S50C

Alloy Steels
SCM

Non-Ferrous Alloys

Outside
Diameter

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

Speed 
(min-¹)

Feed 
(mm/min)

3.0 3,900 45~55 5,200 65~75 5,100 65~75

4.0 3,200 45~55 4,200 65~75 4,300 65~75

6.0 2,850 45~55 3,800 65~75 3,900 65~75

8.0 2,150 45~55 2,850 65~75 2,900 65~75

10.0 1,700 45~55 2,300 65~75 2,350 65~75

12.0 1,450 45~55 1,900 65~75 1,950 65~75

Depth 
of Cut



2CEN
Milling Condition

MULTI. TECHNICAL DATA 

302

 陨デ Warning

��⢪欽䭯剣⴮䚍涸㺘霃㢊ㄤ㣪�
��ⴖ帾ꆀ"E僽䭷鲶ぢ帾䏝�
��⟃湱ず涸嫰⢽靈侭⚺鲶鲮ㄤ⣘絛桦�
��鵯❈⿫侧➐⣘⿫罋�㖈㹉꣢⸇䊨傞霼呎䰘⸇䊨䕎朐�劻䚍腉�⡲⚌梠㞮勻靈侭
1. Use a rigid precise machine and holder. 

2. Ad(mm) : Axial Depth of Cut. 

3. Adjust both Spindle speed and Feedrate by the same proportion. 

4.   The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine 

capability and the operation environment.

鄃勞俱 焪ꛩ 곫炽ꛩ ꜥさꆃ
Workpiece

Carbon Steels
S50C, SCM

Prehardened Steels
NAK 80, HPM 50

Aluminium Alloys

Outside
Diameter

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

Depth
of Cut

Ad(mm)

Speed
(min-¹)

Feed
(mm/min)

2.0 1.0~2.0 1,200~1,600 80~120 1.0~2.0 500~800 30~50 1.0~2.0 4,500~5,200 260~300

3.0 1.5~3.0 1,200~1,600 80~120 1.5~3.0 500~800 30~50 1.5~3.0 4,500~5,200 260~300

4.0 2.0~4.0 1,200~1,600 80~120 2.0~4.0 500~800 30~50 2.0~4.0 3,800~4,600 260~300

5.0 2.5~5.0 1,200~1,600 80~120 2.5~5.0 500~800 30~50 2.5~5.0 3,000~3,600 260~300

6.0 3.0~6.0 1,000~1,400 80~120 3.0~6.0 400~700 30~50 3.0~6.0 2,600~3,200 260~300

8.0 4.0~8.0 1,000~1,400 80~120 4.0~8.0 350~600 30~50 4.0~8.0 2,400~3,000 260~300

10.0 5.0~10.0 600~1,000 70~110 5.0~10.0 300~500 20~40 5.0~10.0 2,200~2,800 240~280

12.0 6.0~12.0 600~1,000 70~110 6.0~12.0 250~400 20~40 6.0~12.0 1,600~2,200 240~280

14.0 7.0~14.0 600~1,000 70~110 7.0~14.0 200~400 20~40 7.0~14.0 1,400~2,000 220~260

16.0 8.0~16.0 600~1,000 70~110 8.0~16.0 200~400 20~40 8.0~16.0 1,400~2,000 220~260

Depth 
of Cut

 

Ad



303

ꛩ碪欽⼒
Application According To Steel Grade

Supplement ꣡䔶.

錞呓 
(Standards)ꛩ猫碪

(Steel Grade)

꯺㕂䊨⚌錞呓 (KS) 
Korean Industrial 

Standards

傈劤䊨⚌錞呓�(JIS) 
Japanese Industrial 

Standards

繟㕂䊨⚌錞呓�(AISI) 
American Iron and 

Steel Institute

焪ろ剣ꆀ (%) 
Carbon content

欽
Use

劻唒欽焪稆ꛩ
Machine Structural 

Carbon Steel

SM10C S10C 1010 0.08~0.13

뤼鲰�轟�鲰㕔�岀Ⱎ鲰�鵶䱸啎�ꝷ晙�猋さ
Lever, Saw Blade, Chain, Clutch, Gear, Bolt, Shaft, 
Crankshaft, Spline Shaft, Wheel Flange, Coupling, 

Connecting Rod, Spring, Rivet

SM20C S20C 1020 0.18~0.23

SM30C S30C 1030 0.28~0.34

SM35C S35C 1035 0.32~0.38

SM40C S40C 1039,40 0.37~0.43

SM45C S45C 4045,46 0.42~0.48

SM50C S50C 1049 0.47~0.53

SM55C S55C 1055 0.50~0.60

ꞕꜴ⴮�
Nickel-Chrome Steel

SNC236 SNC1 - 0.32~0.40 轟�뤼鲰�ꝭ㶨�⳻鲰鲶�䀵䗰꜂
Bolt, Nut, Gimlet, Gear, Warm Gear, Spline Shaft, 

Camshaft, Propeller Shaft, Core Drill, Piston Rod, Plane

SNC631 SNC2 - 0.27~0.35

SNC415 SNC21 - 0.12~0.18

ꞕꜴ꜃ꛩ�
Nickel Chromium 

Molybdenum Steel

SNCM220 SNCM21 8615,17,20 0.17~0.23 ⳻鲰鲶�崞㝰Ꝉ�」뤼鲰�荈⸓鄲縧넝㔐鲮鲶�
Spline Shaft, Camshaft, Steering Warm Gear, Piston 
Pin, Transmission Gear, High Speed Rotating Shaft, 

Pinion

SNCM240 SNCM6 8637,40 0.34~0.41

SNCM439 SNCM8 4340 0.38~0.43

Ꜵꛩ
Chrome Steel

SCr430 SCr2 5130,32 0.28~0.33 鲮渹轟轟嫡ꛬ⻐䱿⸂鲶
File, Roller, Coupling, Bolt, Nut, Stud, Axle Shaft 

Camshaft

SCr435 SCr3 5135 0.33~0.38

SCr440 SCr4 5140 0.38~0.43

Ꜵ꜃ꛩ�
Chrome Molybdenum Steel

SCM430 SCM2 4130 0.28~0.33 鲮渹�鲶�轟�轟嫡��ꛬ⻐�鵶䱸啎뤼鲰�ꨩ⟝�鲶䪫
Shaft, Roller, Coupling, Bolt, Nut, Flange, Connecting 

Rod Gear, Accessory, Tool Parts

SCM435 SCM3 4135,37 0.33~0.38

SCM440 SCM4 4140,42 0.38~0.43

SCM445 SCM5 4145,47 0.43~0.48

ꝸꛩ�
Maganese Steel

SMN438 SMN2 1541 0.36~0.44

SMN443 SMN3 1541 0.36~0.44

焪稆䊨ꛩ
Carbon Tool Steel

STC2 SK2 W1-11 1/2 1.10~1.30

ⴈ㶨�꜂㶯劻�Ꝭ㶨�䩧㶯劻�ⴉ
Chisel, Knife, Tap, Drill, Hammer, Punch

STC3 SK3 W1-10 1.00~1.10

STC5 SK5 W1-8 0.80~0.90

STC7 SK7 -

넝䊨ꛩ
High Speed Tool Steel

SKH2 SKH2 T1 0.65~0.80

Ꜹⴉ�ⴉ�ꜫⴉ�꜂㶯劻
Reamer, Cutter, Tap, Drill, Punch, End Mill

SKH3 SKH3 T4 0.70~0.80

SKH51 SKH9 M2 0.80~0.90

SKH55 SKH55 -

SKH57 SKH57 -

さꆃ䊨ꛩ�
Alloy Tool Steel

STS2 SKS2 -

Ⲇ⸇䊨ⴖⶵ劻�Ⲇ鲩�䬗ⴉ�䬗垷
Cold Chisel, Cold Working Cutter, Broach, Banding 

Dies, Punching Dies, Foaming Dies, machine threading 
Dies, Cold Molding Dies, Slide Roller Dies, Slotting Dies

STS3 SKS3 -

STS11 SKS11 F2

STS41 SKS41 -

STS43 SKS43 W2-9 1/2

STD1 SKD1 D3 2.00~2.35

STD11 SKD11 D2 1.40~1.60

STD12 SKD12 A2 0.95~1.05

STD6 SKD6 H11 0.33~0.43

STD61 SKD61 H13 0.32~0.45

STD62 SKD62 H12 0.30~0.40

䔀矰ꛩ
Spring Steel

SPS1 SUP3 1075,78 0.72~0.85

SPS4 SUP7 9260 0.55~0.65

SPS6 SUP10 6150 0.47~0.54

SPS13 SUP9 -

넝焪Ꜵ鲶䪫ꛩ�
High Carbon Chromium 

Bearing Steel

STB2 SUJ2 52100 0.98~1.10 忍⸓鲶䪫�忍鲶鲶䪫�鲪鲰㣐㘗椔
Roller, Ball Bearing, Roller Bearing, Race Wheel Big BallSTB3 SUJ3 -

孺ꛩ�
Nitriding Steel

SACM645 SACM1 -

♶Ꝑꛩ�
Stainless Steel

STS410 SUS410 410 Max 0.15

STS420J1 SUS420J1 420 Min 0.15

STS420J2 SUS420J2 -
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炽䏝䰃皾邌
Hardness Conversion Chart

 ꣡䔶 Supplement

Rockwell Hardness  
Number (HR)

Shore Hardness 
Number (HS)

Shore Hardness 
Number (HS)

Brinell Hardness  
Number(HB)

Scale A 
60Kgf Load Diamond 

Indenter

Scale B
100Kgf Load

1/16 Steel
Ball

Scale C 
150Kgf Load 

Diamond 
Indenter

3000Kgf Load 
10mm 

Steel Ball

3000Kgf Load 
10mm 

Carbide Ball

92.1 80 1865

91.6 79 1787

91.1 78 1710

90.6 77 1633

90.1 76 1556

89.6 75 1478

89 74 1400

88.5 73 1323

88 72 1245

87.4 71 1160

86.8 70 1076

86.2 69 1004

85.6 68 940

85 67 95.2 900

84.5 66 93.1 865

83.9 65 91 832 739

83.4 64 88.9 800 722

82.8 63 87 772 705

82.3 62 85.2 746 688

81.8 61 83.3 720 670

81.2 60 81.6 697 654

80.7 59 79.9 674 634

80.1 58 78.2 653 615

79.6 57 76.6 633 595

79 56 75 313 577

78.5 55 73.5 595 560

78 54 71.9 577 543

77.4 53 70.4 560 525

76.8 52 69 544 500 512

76.3 51 67.6 528 487 496

75.9 50 66.2 513 475 481

75.2 49 64.7 498 464 469

74.7 48 63.4 484 451 455

74.1 47 62.1 471 442 443

73.6 46 60.8 458 432 432



Rockwell Hardness  
Number (HR)

Shore Hardness 
Number (HS)

Shore Hardness 
Number (HS)

Brinell Hardness  
Number(HB)

Scale A
60Kgf Load Diamond

Indenter

Scale B
100Kgf Load

1/16 Steel
Ball

Scale C
150Kgf Load

Diamond
Indenter

3000Kgf Load
10mm

Steel Ball

3000Kgf Load
10mm

Carbide Ball

73.1 45 59.6 446 421 421

72.5 44 58.4 434 409 409

72 43 57.2 423 400 400

71.5 42 56.1 412 390 390

70.9 41 55 402 381 381

70.4 40 53.9 392 371 371

69.9 39 52.9 382 362 362

69.4 38 51.8 372 353 353

68.9 37 50.7 363 344 344

68.4 	�����
 36 49.7 354 336 336

67.9 	�����
 35 48.7 345 327 327

67.4 	�����
 34 47.7 336 319 319

66.8 	�����
 33 46.6 327 311 311

66.3 	�����
 32 45.6 318 301 301

65.8 	�����
 31 44.6 310 294 294

65.3 	�����
 30 43.6 302 286 286

64.7 	�����
 29 42.7 294 279 279

64.3 	�����
 28 41.7 286 271 271

63.8 	�����
 27 40.8 279 264 264

63.3 	�����
 26 39.9 272 258 258

62.8 	�����
 25 39.2 266 253 253

62.4 	�����
 24 38.4 260 247 247

62 100.0 23 37.7 254 243 243

61.5 99.0 22 36.9 248 237 237

61 98.5 21 36.3 243 231 231

60.5 97.8 20 35.6 238 226 226

96.7 	��
 34.6 230 219 219

95.5 	��
 33.5 222 212 212

93.9 	��
 32.3 213 203 203

92.3 	��
 31.1 204 194 194

90.7 	��
 30 196 187 187

89.5 	�
 188 179 179

87.1 	�
 180 171 171

85.5 	�
 173 165 165

83.5 	�
 166 158 158

81.7 	�
 160 152 152
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炽䏝䰃皾邌
Hardness Conversion Chart

Supplement ꣡䔶.
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