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IDI tools for your die and mold




@ % w Work piece material
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Work piece hardness

Helix angle

Variable Helix angle

Two flutes

Four flutes

Tapered flute

edge rounding

polished flute edge



Index

Imperial System(inch)

Series

Q

Quick mill
<HRC40
non-sticky
]

P

Power Mill
non-hardened
stainless and
titanium

H

Hard milling
HRC50 above

D

Diamond
coated tools

Carbon Alloyed Hardened Stainless Heat
Image Tool type Series No. of flute Size Application Page Steel Steel Steel Steel Titanium Copper resistant Graphite Composite
Tool Steel up to HRC62 alloy
square end QES 2 1/64"-5/64" 20 * * @) O
Tools for non-hardened
steel(<HRC40), non-sticky metal.
square end QES 4 3/32"-3/4" Suitable for slotting, side milling, 21 * * © O
trochoidal milling, general machining
and part machining. High speed tools
corner radius QEC 4 3/32"-3/4" for roughing, long tool life. Excellent 22 * * © O
surface finish for side walls and flat
surfaces.
ball nose QEB 2 1/64"-1/2" 26
square end PES 2 1/64"-5/64" 30 ©) © * * ©
. B Tools for non-hardened stainless
square end PES 4 3/32°-3/4 steel, titanium milling. Suitable for 31 © © * * ©
slotting, side milling, trochoidal
corner radius PEC 4 3/32"-3/4" milling, general machining and part 32 © © * * @)
machining.
ball nose PEB 2 1/64"-1/2" 36
Tools for small depth of cut, high
high feed HFE 2,4 3/32"-1/2" feed, large ae%, non-steep geometry 40 © ©) * O O O
and hardened steel mold roughing.
square end HPSE 4 3/32°-1/2" High perofrmance tools for hardened 42 © © * O O
steel up to HRC62.
Suitable for side milling, trochoidle
corner radius HPCE 4 3/64"-1/2" milling, roughing and finishing. 43 © ©) * O O
ball nose HDBE 2 0.01"-1/2" 45 ©) ©) © * O
Ultra high profile and dimensional
. . B precision tools for hardened steel
corner radius HDCE 2 1/32"-1/16 milling. Specially designed for high 48 ©) © ©) © O
precision die and mold finishing.
corner radius HQCE 4 3/32"-1/2" 49 @) © © © O
roughing DER multiple 1/4"-1/2" 53 * @)
square end DES 2 0.01"-1/16" 54 * ©
square end DES 4 1/32"-1/2" 56 * @)
ball nose DEB 2 0.01"-1/16" High precision and reliability %8 * -
diamond coated tools for graphite
ball nose DEB 4 1/32"-1/2" milling. 60 * @
corner radius DEC 2 3/64"-1/16" 62 * ©
corner radius DEC 4 1/32"-1/2" 63 * ©)
thread mill DTME 3,4 1/8"-3/8" 66 * ©)




Index
Metric System(mm)

Series

Q

Quick mill

<HRC40,
non-sticky

metal

P

Power Mill

non-hardened
stainless and

titanium

H

Hard milling

D

Diamond
coated tools

Carbon Alloyed Hardened Stainless Heat
Image Tool type Series No. of flute Size Application Page Steel Steel Steel Steel Titanium Copper resistant Graphite Composite
Tool Steel up to HRC62 alloy
square end aMms 2 0.2-1.5 70 * * © O
Tools for non-hardened steel(<HRC40),
non-sticky metal. Suitable for slotting,
square end aMs 4 2-20 side milling, trochoidal milling, general 72 * * © o
machining and part machining. High
corner radius amc 4 2-20 speed tools for rou.gr.ung, long tool life. 73 * * o 0
Excellent surface finish for side walls
and flat surfaces.
ball nose QMB 2 0.2-12 76
square end PMS 2 0.2-1.5 80 © © * * ©
square end PMS 4 2-20 Tools for non-hardened stainless steel, 82 © © * * ©
titanium milling. Suitable for slotting,
side milling, trochoidal milling, general
corner radius PMC 4 2-20 machining and part machining. 83 ©) © * * ©
ball nose PMB 2 0.2-12 86
Tools for small depth of cut, high feed,
high feed HFM 2,4 1.5-12 large ae%, non-steep geometry and 90 © O * O O O
hardened steel mold roughing.
square end HPS 4 1-12 High perofrmance tools for hardened 92 @) O * O O
steel up to HRC62.
Suitable for side milling, trochoidle
corner radius HPC 4 1-12 milling, roughing and finishing. 93 @) @) * O O
ball nose HDB 2 0.2-6 96 ©) © © * O
Ultra high profile and dimensional
. B precision tools for hardened steel
corner radius HDC 2 0.2-1.8 milling. Specially designed for high 102 © © © © O
precision die and mold finishing.
corner radius HQc 4 2-6 103 © © © © O
roughing DMR multiple 6-12 109 * ©)]
square end DMS 2 0.2-3 110 * ©
square end DMS 4 2-12 114 * ©
ball nose bMB 2 0.2-3 High precision and reliability diamond 115 * ©
coated tools
ball nose DMB 4 0.5-12 for graphite milling. 118 * o
corner radius DMC 2 1-3 122 * @)
corner radius DMC 4 2-12 126 * ©
inserts 128 * ©)




Dimension Code

Code No. inch inch mm
01 1/128 0.0078 0.1984
02 1/64 0.0156 0.3969
03 1/32 0.0313 0.7938
04 3/64 0.0469 1.1906
05 1716 0.0625 1.5875
06 5/64 0.0781 1.9844
07 3/32 0.0938 2.3813
08 1/8 0.1250 3.175
09 9/64 0.1406 3.5719
10 5/32 0.1563 3.9688
11 3/16 0.1875 4.7625
12 1/4 0.2500 6.35
13 5/16 0.3125 7.9375
14 3/8 0.3750 9.525
15 7/16 0.4375 11.1125
16 1/2 0.5000 12.7
17 9/16 0.5625 14.2875
18 5/8 0.6250 15.875
19 13/20 0.6500 16.51
20 3/4 0.7500 19.05
21 4/5 0.8000 20.32
22 1 1.0000 25.4
23 1 1/8 1.1250 28.575
24 1 1/4 1.2500 31.75
25 1 3/8 1.3750 34.925
26 1 1/2 1.5000 38.1
27 1 5/8 1.6250 41.275
28 1 3/4 1.7500 44.45
29 1.7/8 1.8750 47.625
30 2 2.0000 50.8
31 2 1/2 2.5000 63.5
32 3 3.0000 76.2
33 4 4.0000 101.6
33A 41/2 4.5 114.3
33B 5 5 127
34 6 6.0000 152.4




IDI high feed tool is the best choice when you need to remove your mold stock very quickly. Specially adapted for small
axial depth of cut, high feed rate, and large radial step over, IDI HFM/HFE tools provide high efficient roughing process
and leave smooth stock for finishing. Thanks to our ultra-fine carbide material, special geometry, and the new multilayer
nanocomposite coating solution, we can achieve both high hardness and toughness for hardened steel mold roughing.

Material:Buderus 2344, HRC53
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HFM / HFMC / HFE / HFEC cutting force to axial i

direction allows long tool .
overhang without vibration
even at high speed.

“~ DI 240min
IDI 160min “End of tool life

- Competitor M- 160min
= End of tool life

Multilayer nanocomposite
coating ensures high heat
resistance during hard
milling.

= Large space for fast chip
evacuation

» Ultrafine carbide material
provides excellent hardness
and toughness during high
feed milling.

yproximate radius
/ Real profile

A LHFI\/IC HFEC true radius

® Strengthened
flute base
provides more
stable cutting.

Large taper angle
avoid interference
with vertical walls.




() series — series

Non-sticky unhardened(<HRC40) steel milling: carbon steel, alloyed steel, cast Unhardened(<HRC40) stainless steel 304, 316L, 420 milling. Suitable
iron and tool steel. Suitable for slotting, side milling, trochoidal milling, general for slotting, side milling, trochoidal milling, general part machining.
part machining.
® stable roughing and finishing process
® higher Vc possible ® long tool life
® long tool life ® good surface finish of cut surface
® excellent finish for bottom surface and side walls
® good performance for deep depth HSC milling

Variable index ¥ Special core section P S e 5 Stiff core section

Variable helix

Variable helix and micro relief > £ < : : = : 3 - Variable index and large gash

10 1M



HPS/HPC hard miling tools |

High stiffness flat end and corner radius tools for hardened steel milling.
Suitable for side milling, trochoidal milling, die and mold roughing and

finishing.

SR N N .

Polished tool and edge rounded flute edges

Strong and thick gash corner HPS/HPC thick core

12

HDB/HDC/HQC for extremesly
Nigh precision maold finishing

High precision tight tolerance tools for hardened
steel milling. Designed for high precision die and
mold finishing.

® Specially designed for hardened steel above
HRC50, extremely good surface finish

® Full range of ball nose and corner radius tools
for high precision finishing .

Even D0.2R0.02 is standard.

® High geometry profile and high dimensional
tolerance.

® High precision effective length

® Also suitable for P20 HRC38 and stainless 420
finishing. Long tool life and excellent surface
finish.

Material: STAVAX HRC52
Size: 30x30x50mm

Roughing: S18000, F2000, ae 0.2, ap 0.2
Time: 6:44

Semi roughing: S18000, F2000, ae 0.08, ap0.05
Time: 2:31

Finishing: $20000, F600, ae=0.02
Time: 24:00

13



IDI 2mm ball nose tool: HDB2006
Flute edge formed by only Grinding wheel 1: Gash
two wheels. grinding process

4

Grinding wheel 2: 0D

Simple elegant flute edge formed by minimum number of
grinding wheels ensures highest ball profile precision even
in mass production.

Increased height 39.7200
Angle start 0.00
Angle end 180.00
Radius nominal 0.9985
Radivs UT 0.0050
Radivs LT -0.0080
Raius actual 0.9985
Gircle centerZ -0.9990
1560 o~ Circle center X -0.0038
i Max. external deviation  0.0016
Tes5a =
Max. intemal deviation  0.0012
Standard deviation 0.0008
180° 0o
Angle pos. min. point  45.06
Angle pos. max.poin 6917
End transition -0.0004
Transiton right 0.0000
Transiton left 0.0002

Ultrafine grain size carbide material is used
to reach both hardness and toughness
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Grinding wheel 3:

Gash wheel
wear or exit
position

Competitor's 2mm ball nose tool
Intersection region at

tool tip/

Grinding wheel 2: Gash
Grinding wheel 2: OD
at ball nose ‘

|
Intersection \ 4
region at side, 1
easily deformed
due to multiple_
grinding wheel
wear

Flute edge formed
by four grinding
processes with four
~— grinding wheels.Ball
profile will easily
be deteriorated by
any one of the four
wheels wear.

0D at side Grinding wheel
- 1: fluting

Increased height 35.6663
Angle start 0.00
Angle end 180.00
Radius nominal 0.9980
Radius UT 0.0050
Radius LT -0.0050
Radius actual 0.9981
Circle center Z -0.9995
Circle center X -0.0037

offset

Max. external deviation 0.0020

Max. internal deviation -0.0028
Standard deviation 0.0007
Angle pos. min. point 1.31

Angle pos. max. poin 7.99

End transition 0.0003
Transition right -0.0022
Transition left -0.0023

BLA coating solution: good adhesion at high
temperature, high wear resistance, good edge stability

IDI 4mm corner radius nose tool:
HQC4008

Flute edge fo med by only two grinding proce

Grinding wheel 2:Gash

Grinding wheel

oo | Increased height 11.6941
e Angle start 90.00
1200 \\ Angle end 180.00
0 \

\ \ Radius nominal 0.3020

Radius UT 0.0050

Radius LT -0.0050

Radius actual 03020

Circle center Z -0.3001

Gircle center X 1.6902

150°
~

Max. external deviation ~ 0.0011

Max. internal deviation -0.0007

Standard deviation 0.0004

Tose/
o Angle pos. min. point 90.87

Angle pos. max. poin 104.92

End transition -0.0008

Transition right —
Transition left —

Radius geometry at neck end.
Minimize stress concentration.

Competitor's 2mm corner
radius tool

Grinding wheel 4: od at end face

Grinding wheel 2:Gash

Intersection
.

region

Grinding whee
at side

Grinding wheel 1:
fluting

o | Increased height 114120
\ose Angle start 90.00
- "\ Angle end 180.00
'\.\ Radius nominal 0.1896
\ Radius UT 0.0050
Radius LT -0.0050
Radius actual 0.189
Circle center Z -0.1887
Circle center X 1.8001

Max. external deviation 0.0024
Max. internal deviation -0.0014

Standard deviation 0.0009
Angle pos. min. point 153.63
Angle pos. max. poin 178.64
End transition -0.0009

Transition right —

Transition left ——

Sharp ball nose tool tip and special geometry
angles give excellent surface finish.
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Diamond

Coated Tools

for Grapnite
—lectrodes Miling

Diamond coated tools was IDI’ s first product
line from the beginning of our company. The
complexity of manufacturing diamond coated
tools provided us very good experience in
carbide material, tool grinding, coating and
guality control techniques. Over the past

10 years, IDI has continuously improved

our diamond tools by trying new materials,
grinding methods, coating solutions and
even tool cleaning procedures. New qualiity
control instruments and tecniques have

Largest tool series for both metric and

been implemented to ensure tool quality & Imperial units and also INSErts

performance uuuitis one of the few Special carbide material and diamond

tool makers in the world that provides a : ’
coating, long tool life

complete product range of diamond tools

High precision profile of ball and bull

with top precision and reliability. We provide nose tools for accurate 3D shape milling

both metric and imperial unit lines ranging Highest stability from solid experience

from 0.2- 12mm and 0.010"-1/2" respectively. and tight QC control

You can always find what you need for your 100% QC check before putting in stock

graphite milling process.




IDI IMPERIAL SYSTEM o




QES 2-flute square end tool QES 4-flute square end tool
Quick mill, square end tool for carbon steel, alloyed steel, cast iron 35° A Quick mill, square end tool for carbon steel, alloyed steel, cast iron
and tool steel. Suitable for slotting, side milling, trochoidal milling, HRC40 7 QE ‘ and tool steel. Suitable for slotting, side milling, trochoidal milling,

general machining and part machining. general machining and part machining.
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Dc: 0 ~-0.0008" Dc: 0 ~-0.0008"
Runout: 0.0004" Runout: 0.0004"
Ds: h5 Ds: h5
unit: inch
unit: inch Cutting No. of Flute Effective Shank Dia Overall
Cutting No. of Flute Effective Shank Dia Overall Part No. Dia. flute Length Length Ds Length
Part No. Dia. flute Length Length Ds Length Dc Lf Leff. L
Dc Lf Leff. L
QES07-4-12-12-30 3/32 4 1/4 1/4 1/8 2
QES02-2-03-03-30 1/64 2 1/32 1/32 1/8 2
- QES07-4-12-14-30 3/32 4 1/4 3/8 1/8 2 -
3 QES02-2-03-04-30 1/64 2 1/32 3/64 1/8 2
@ QESO07-4-12-16-30 3/32 4 1/4 1/2 1/8 2 D
g QES02-2-03-05-30 1/64 2 1/32 1716 1/8 2 g
wn QES07-4-12-18-30 3/32 4 1/4 5/8 1/8 2 wn
ﬁ QES02-2-03-07-30 1/64 2 1/32 3/32 1/8 2 »
@ QES08-4-13-13-30 1/8 4 5/16 5/16 1/8 2 o}
3 QES02-2-03-08-30 1/64 2 1/32 1/8 1/8 2 EX
= QES11-4-16-16-30 3/16 4 1/2 1/2 3/16 2 =
= QES03-2-05-05-30 1/32 2 1716 1716 1/8 2 =
QES12-4-18-18-30 1/4 4 5/8 5/8 1/4 2
QES03-2-05-07-30 1/32 2 1716 3/32 1/8 2
QES14-4-22-22-32 3/8 4 1 1 3/8 3
QES03-2-05-08-30 1/32 2 1716 1/8 1/8 2
QES16-4-24-24-32 1/2 4 11/4 11/4 1/2 3
QES03-2-05-11-30 1/32 2 1716 3/16 1/8 2
QES18-4-26-26-33A 5/8 4 11/2 11/2 5/8 41/2
QES04-2-07-07-30 3/64 2 3/32 3/32 1/8 2
QES20-4-29-29-33B 3/4 4 17/8 17/8 3/4 5
QES04-2-07-11-30 3/64 2 3/32 3/16 1/8 2
QES04-2-07-12-30 3/64 2 3/32 1/4 1/8 2
QES04-2-07-14-30 3/64 2 3/32 3/8 1/8 2
QES05-2-08-08-30 1716 2 1/8 1/8 1/8 2
QES05-2-08-12-30 1716 2 1/8 1/4 1/8 2
QES05-2-08-14-30 1716 2 1/8 3/8 1/8 2
QES05-2-08-16-30 1716 2 1/8 1/2 1/8 2
QES06-2-10-10-30 5/64 2 5/32 5/32 1/8 2
QES06-2-10-13-30 5/64 2 5/32 5/16 1/8 2
QES06-2-10-16-30 5/64 2 5/32 1/2 1/8 2

20 21



QEC 4-flute corner radius tool QES/QEC cutting condition

Quick mill, corner radius tool for carbon steel, alloyed steel, cast Vari
iron and tool steel. Suitable for slotting, side milling, trochoidal HRC40 7

milling, general machining and part machining.
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Dc: 0 ~ -0.0008"
Runout: 0.0004"
Ds: h5
Slotting, ap=1D unit: inch
unit: inch Carbon Steel, Cast Iron Alloy Steel, Tool Steel Tool Steel, Prehardened Steel
Cutting Di Flute Effective Corner Radius Shank Di Overall Tool Dia. No. of flute S50C, FC300 SCM, SKS, SKD P20, NAK8O
Part No. Uting L1a- - No. of flute  Length Length CR an¥tla. | ength HRC28 below HRC28-33 HRC33-40
Dc Ds
Lf Leff. 00 L
QEC07-4-12-12-30R00 3/32 4 174 174 0.01/0.015 1/8 2 De z S F S F S F
3 QECO7-4-12-14-30Ro00 3/32 4 1/4 3/8 0.01/0.015 1/8 2 1/64 2 36910 21 36910 19 36910 17
@D @D
= QEC07-4-12-16-30R00 3/32 4 1/4 172 0.01/0.015 1/8 2 1/32 2 24072 5.9 24072 47 24072 3.8 =
wn wn
S QECO7-4-12-18-30R00 3/32 4 174 5/8 0.01/0.015 1/8 2 3/64 2 17381 8.5 17381 7.1 17381 6.2 S
@D @D
3 QEC08-4-13-13-30R00 1/8 4 5/16 5/16 0.01/0.015/0.03 1/8 2 1716 2 17047 1M 15041 8.9 15041 7.7 3
=} 3
= QEC11-4-16-16-30Ro00 3116 4 1/2 1/2 0.01/0.015/0.03 3/16 2 5/64 2 13641 123 12037 9.5 10432 8.1 =
QEC12-4-18-18-30R00 1/4 4 5/8 5/8 0.01/0.015/0.02/0.03 174 2 3/32 4 11374 20 10036 16 8698 14
QEC14-4-22-22-32Ro00 3/8 4 1 1 0.01/0.015/0.02/0.03/0.06 3/8 3 1/8 4 9028 31 8024 19 7021 17
QEC16-4-24-24-32Ro00 172 4 1174 1174 0.01/0.015/0.02/0.03/0.06 172 3 3/16 4 7355 35 7021 33 5683 18
QES18-4-26-26-33AR00 5/8 4 1172 1172 0.06 5/8 4172 /4 4 6520 46 5266 37 4263 23
QES20-4-29-29-33BRoo 3/4 4 17/8 17/8 0.06 3/4 5 378 4 4347 4b 3511 33 2842 22
172 4 3260 39 2633 29 2132 20
5/8 4 2608 32 2106 23 1705 19
3/4 4 2173 27 1755 19 1421 16
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Side Milling, ap=1.5D, ae=0.2D unit: inch
Carbon Steel, Cast Iron Alloy Steel, Tool Steel Tool Steel, Prehardened Steel
Tool Dia. No. of flute S50C, FC300 SCM, SKS, SKD P20, NAK80
HRC28 below HRC28-33 HRC33-40
Dc z S F S F S F
_g 1/64 2 36910 3.5 36910 2.9 36910 2.3
g- 1/32 2 28084 11.1 28084 8.8 28084 7.7
%,n 3/64 2 21392 16.8 20055 14.2 18718 11.8
g 1716 2 21058 19.9 20055 17.4 18049 12.8
‘3.. 5/64 2 16851 19.9 16049 15.2 14444 11.4
3/32 4 14050 33 13381 25 10705 17
1/8 4 11034 52 10031 35 8024 19
3/16 4 8692 55 7021 33 5683 22
1/4 4 7523 77 6269 59 5266 37
3/8 4 5015 63 4179 53 3511 39
1/2 4 3761 47 3135 42 2633 31
5/8 4 3009 38 2508 34 2106 25
3/4 4 2508 32 2090 28 1755 21
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QEB 2-flute ball nose tool

Ball nose tool for unhardened non-sticky steel. Suitable for 3D 30° s
geometry milling. HRC40 7 @ ‘
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Dc: 0 ~-0.0008" Dc: 0 ~-0.0008"
Runout: 0.0004" Runout: 0.0004"
Ds: h5 Ds: h5
unit: inch unit: inch
Part No. CUttiBg Dia. No. of flute Lil:;(teh Elffeencg;me ShaBkSDia. E;ﬁ;&#\l Part No. CUttiBg Dia. No. of flute Lilrl\Jgt;(teh Elffeencg;it\r/\e ShaBl;Dia. E;ﬁ;ﬁg
Lf Leff. L Lf Leff. L
QEB02-2-03-03-30 1/64 2 1/32 1/32 1/8 2 QEB06-2-10-16-30 5/64 2 5/32 1/2 1/8 2
_g QEB02-2-03-04-30 1/64 2 1/32 3/64 1/8 2 QEB07-2-11-11-30 3/32 2 3/16 3/16 1/8 2
1) ®
ni' QEB02-2-03-05-30 1/64 2 1/32 1716 1/8 2 QEB07-2-11-14-30 3/32 2 3/16 3/8 1/8 2 ni'
‘g QEB02-2-03-07-30 1164 2 1/32 3/32 1/8 2 QEB07-2-11-16-30 3/32 2 3/16 1/2 1/8 2 Z
,%:_ QEB02-2-03-08-30 1/64 2 1/32 1/8 1/8 2 QEB07-2-11-18-30 3/32 2 3/16 5/8 1/8 2 ,%'
i?,:[ QEB03-2-05-05-30 1/32 2 1716 1716 1/8 2 QEBO08-2-12-12-30 1/8 2 1/4 1/4 1/8 2 1?’3;
QEB03-2-05-07-30 1/32 2 1716 3/32 1/8 2 QEB11-2-14-14-30 3/16 2 3/8 3/8 3/16 2
QEB03-2-05-08-30 1/32 2 1716 1/8 1/8 2 QEB12-2-16-16-30 1/4 2 1/2 1/2 1/4 2
QEB03-2-05-11-30 1/32 2 1716 3/16 1/8 2 QEB14-2-20-20-32 3/8 2 3/4 3/4 3/8 3
QEB04-2-07-07-30 3/64 2 3/32 3/32 1/8 2 QEB16-2-22-22-32 1/2 2 1 1 1/2 3
QEBO04-2-07-11-30 3/64 2 3/32 3/16 1/8 2
QEBO04-2-07-12-30 3/64 2 3/32 1/4 1/8 2
QEB04-2-07-14-30 3/64 2 3/32 3/8 1/8 2
QEB05-2-08-08-30 1716 2 1/8 1/8 1/8 2
QEB05-2-08-12-30 1716 2 1/8 1/4 1/8 2
QEB05-2-08-14-30 1716 2 1/8 3/8 1/8 2
QEBO05-2-08-16-30 1716 2 1/8 1/2 1/8 2
QEB06-2-10-10-30 5/64 2 5/32 5/32 1/8 2
QEB06-2-10-13-30 5/64 2 5/32 5/16 1/8 2
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QEB Cutting condition
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unit: inch

Tool No. of Roughing Finishing
Dia. flute ae ap S F ae ap S F
1/64 2 0.0012 0.0012 37939 15 0.0010 0.0008 38510 15
-g 1/32 2 0.0028 0.0031 25318 40 0.0020 0.0016 21089 33
ﬂi 3/64 2 0.0079 0.0039 21694 68 0.0020 0.0020 18667 59
é_) 1716 2 0.0098 0.0059 20572 81 0.0020 0.0020 17801 70
% 5/64 2 0.0118 0.0098 20557 105 0.0024 0.0020 17922 92
% 3/32 2 0.0118 0.0098 18544 95 0.0024 0.0020 16325 84
1/8 2 0.0197 0.0118 17146 95 0.0024 0.0020 15308 84
3/16 2 0.0236 0.0118 13762 81 0.0024 0.0020 13121 77
1/4 2 0.0315 0.0118 11820 74 0.0028 0.0020 13618 86
3/8 2 0.0591 0.0197 7496 53 0.0031 0.0024 9509 67
1/2 2 0.0709 0.0236 5910 47 0.0031 0.0028 6774 53

Note: For 1/4" tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing.
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PES 2-flute square end tool PES 4-flute square end tool

Square end tool for unhardened stainless steel. Suitable for 35° " Square end tool for unhardened stainless steel. Suitable for Vari
slotting, side milling, trochoidal milling, general machining and HRC40 7 @ ‘ slotting, side milling, trochoidal milling, general machining and part HRC40 7
part machining. — machining.
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Dc: 0 ~-0.0008" Dc: 0 ~-0.0008"
Runout: 0.0004" Runout: 0.0004"
Ds: h5 Ds: h5
unit: inch
unit: inch Cutting No. of Flute Effective Shank Dia Overall
Cutting No. of Flute Effective Shank Dia Overall Part No. Dia. flete Length Length Ds ’ Length
Part No. Dia. flute Length Length Ds Length Dc Lf Leff. L
Dc Lf Leff. L
PES07-4-12-12-30 3/32 4 1/4 1/4 1/8 2
PES02-2-03-03-30 1/64 2 1/32 1/32 1/8 2
§ PES07-4-12-14-30 3/32 4 1/4 3/8 1/8 2 §
= PES02-2-03-04-30 1/64 2 1/32 3/64 1/8 2 =
) PES07-4-12-16-30 3/32 4 1/4 1/2 1/8 2 3.
e PES02-2-03-05-30 1/64 2 1/32 1716 1/8 2 =
~(<n PES07-4-12-18-30 3/32 4 1/4 5/8 1/8 2 ~(<n
g.- PES02-2-03-07-30 1/64 2 1/32 3/32 1/8 2 %
3 PES08-4-13-13-30 1/8 4 5/16 5/16 1/8 2 3
’5‘- PES02-2-03-08-30 1/64 2 1/32 1/8 1/8 2 ’5‘
g_ PES11-4-16-16-30 3/16 4 1/2 1/2 3/16 2 g
= PES03-2-05-05-30 1/32 2 1716 1716 1/8 2 —
PES12-4-18-18-30 1/4 4 5/8 5/8 1/4 2
PES03-2-05-07-30 1/32 2 1716 3/32 1/8 2
PES14-4-22-22-32 3/8 4 1 1 3/8 3
PES03-2-05-08-30 1/32 2 1716 1/8 1/8 2
PES16-4-24-24-32 1/2 4 11/4 11/4 1/2 3
PES03-2-05-11-30 1/32 2 1716 3/16 1/8 2
PES18-4-26-26-33A 5/8 4 11/2 11/2 5/8 4172
PES04-2-07-07-30 3/64 2 3/32 3/32 1/8 2
PES20-4-29-29-33B 3/4 4 17/8 17/8 3/4 5
PES04-2-07-11-30 3/64 2 3/32 3/16 1/8 2
PES04-2-07-12-30 3/64 2 3/32 1/4 1/8 2
PES04-2-07-14-30 3/64 2 3/32 3/8 1/8 2
PES05-2-08-08-30 1716 2 1/8 1/8 1/8 2
PES05-2-08-12-30 1716 2 1/8 1/4 1/8 2
PES05-2-08-14-30 1716 2 1/8 3/8 1/8 2
PES05-2-08-16-30 1716 2 1/8 1/2 1/8 2
PES06-2-10-10-30 5/64 2 5/32 5/32 1/8 2
PES06-2-10-13-30 5/64 2 5/32 5/16 1/8 2
PES06-2-10-16-30 5/64 2 5/32 1/2 1/8 2
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PEC 4-flute corner radius tool PES/PEC cutting condition

Corner radius tool for unhardened stainless steel. Suitable for
slotting, side milling, trochoidal milling, general maching and part HRC40
machining.
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Dc: 0 ~-0.0008"
Runout: 0.0004"
Ds: h5
Slotting, ap=1D unit: inch
unit: inch No. of
i i ; Stainless 304, 316L, 420
Cutting Dia. Flute Effective Corner Radius Shank Dia,  Overall flutes
Part No. Dec No. of flute Length Length CR Ds Length
Lf Leff. 00 L
Tool Dia. Z S F
PEC07-4-12-12-30Ro00 3/32 4 1/4 1/4 0.01/0.015 1/8 2
3 1/64 2 36910 9.0 3
'8 PEC07-4-12-14-30Ro0 3/32 4 1/4 3/8 0.01/0.015 1/8 2 8
= 1/32 2 24072 11.8 =
— PEC07-4-12-16-30Roo 3/32 4 1/4 1/2 0.01/0.015 1/8 2 —
w0 %))
ﬁ 3/64 2 17381 14.2 ‘51
o PEC07-4-12-18-30Ro0 3/32 4 1/4 5/8 0.01/0.015 1/8 2 T
3 1716 2 17047 20.9 3
’5‘- PEC08-4-13-13-30Ro0 1/8 4 5/16 5/16 0.01/0.015/0.03 1/8 2 ’5‘
Q 5/64 2 13641 22.3 2,
~ PEC11-4-16-16-30Roo 3/16 4 1/2 1/2 0.01/0.015/0.03 3/16 2 —
3/32 4 11374 37
PEC12-4-18-18-30Ro0 1/4 4 5/8 5/8 0.01/0.015/0.02/0.03 1/4 2
1/8 4 8526 42
PEC14-4-22-22-32Ro0 3/8 4 1 1 0.01/0.015/0.02/0.03/0.06 3/8 3
3/16 4 5683 28
PEC16-4-24-24-32Ro0 1/2 4 11/4 11/4 0.01/0.015/0.02/0.03/0.06 1/2 3
1/4 4 4012 20
PES18-4-26-26-33AR00 5/8 4 11/2 11/2 0.06 5/8 41/2
3/8 4 2675 17
PES20-4-29-29-33BRoo 3/4 4 17/8 17/8 0.06 3/4 5
1/2 4 2006 16
5/8 4 1605 21
3/4 4 1337 17
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Side milling, ap=1.5D, ae=0.2D

unit: inch

Hﬁtg Stainless 304, 316L, 420

Tool Dia. 7z s .
1/64 2 36910 8.7
1/32 2 28084 22.1
3/64 2 21392 25.3
e 2 16044 20.2
5/64 2 13641 215
3/32 4 11374 27
e 4 9028 43
3/16 4 6352 40
1/4 4 5015 32
3/8 4 3344 34
172 4 2508 28
5/8 4 2006 25

o 4 1672 2%
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PEB 2-flute ball nose tool

Ball nose tool for unhardened stainless steel. Suitable for 3D AN "
geometry milling. HRC40 @ ‘
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Dc: 0 ~-0.0008" Dc: 0 ~ -0.0008"
Runout: 0.0004" Runout: 0.0004"
Ds: h5 Ds: h5
unit: inch unit: inch
Part No. CUttiBg Dia. No. of flute LFelrlljgt;t?h Elffaencgﬂ\r,le ShaBkSDia. E\e“ral;&;Ilwl Part No. CUttiBg Dia. No. of flute Lilrl\Jgt;(teh Elffeencgtit\r/\e ShaBksDia. E;ﬁ;:\l
Lf Leff. L Lf Leff. L
- PEB02-2-03-03-30 1/64 2 1/32 1/32 1/8 2 PEB06-2-10-16-30 5/64 2 5/32 1/2 1/8 2 o
'?D PEB02-2-03-04-30 1/64 2 1/32 3/64 1/8 2 PEB07-2-11-11-30 3/32 2 3/16 3/16 1/8 2 '?D
= =}
% PEB02-2-03-05-30 1/64 2 1/32 1716 1/8 2 PEB07-2-11-14-30 3/32 2 3/16 3/8 1/8 2 g
?‘g.- PEB02-2-03-07-30 1/64 2 1/32 3/32 1/8 2 PEB07-2-11-16-30 3/32 2 3/16 1/2 1/8 2 g-
g‘- PEB02-2-03-08-30 1/64 2 1/32 1/8 1/8 2 PEB07-2-11-18-30 3/32 2 3/16 5/8 1/8 2 ’g‘
(2] (2]
< PEB03-2-05-05-30 1/32 2 1716 1716 1/8 2 PEB08-2-12-12-30 1/8 2 1/4 1/4 1/8 2 =2
PEB03-2-05-07-30 1/32 2 1716 3/32 1/8 2 PEB11-2-14-14-30 3/16 2 3/8 3/8 3/16 2
PEB03-2-05-08-30 1/32 2 1716 1/8 1/8 2 PEB12-2-16-16-30 1/4 2 1/2 1/2 1/4 2
PEB03-2-05-11-30 1/32 2 1716 3/16 1/8 2 PEB14-2-20-20-32 3/8 2 3/4 3/4 3/8 3
PEB04-2-07-07-30 3/64 2 3/32 3/32 1/8 2 PEB16-2-22-22-32 1/2 2 1 1 1/2 3
PEB04-2-07-11-30 3/64 2 3/32 3/16 1/8 2
PEB04-2-07-12-30 3/64 2 3/32 1/4 1/8 2
PEB04-2-07-14-30 3/64 2 3/32 3/8 1/8 2
PEB05-2-08-08-30 1716 2 1/8 1/8 1/8 2
PEB05-2-08-12-30 1716 2 1/8 1/4 1/8 2
PEB05-2-08-14-30 1716 2 1/8 3/8 1/8 2
PEB05-2-08-16-30 1716 2 1/8 1/2 1/8 2
PEB06-2-10-10-30 5/64 2 5/32 5/32 1/8 2
PEB06-2-10-13-30 5/64 2 5/32 5/16 1/8 2
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PEB Cutting condition
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unit: inch

Tool No. of Roughing Finishing

Dia. flute ae ap S F ae ap S F
- 1/64 2 0.0012 0.0012 37939 15 0.0010 0.0008 38510 15 -
é 1/32 2 0.0028 0.0031 25318 40 0.0020 0.0016 21089 33 }%
% 3/64 2 0.0079 0.0039 21694 77 0.0020 0.0020 18667 59 %
E’" 1716 2 0.0098 0.0059 20572 81 0.0020 0.0020 17801 56 ?MD’
% 5/64 2 0.0118 0.0098 20557 81 0.0024 0.0020 17922 71 %
2] S

3/32 2 0.0118 0.0098 18544 73 0.0024 0.0020 16325 64

1/8 2 0.0197 0.0118 17146 74 0.0024 0.0020 15308 60

3/16 2 0.0236 0.0118 13762 65 0.0024 0.0020 13121 52

1/4 2 0.0315 0.0118 11820 56 0.0028 0.0020 13618 59

3/8 2 0.0591 0.0197 7496 47 0.0031 0.0024 9509 52

1/2 2 0.0709 0.0236 5910 42 0.0031 0.0028 6774 37

Note: For 1/4" tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing.
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HFE high feed tools HFE cutting condition
)

Small cutting depth, high feed, high ae%, for non-steep

geometry and hardened steel mold roughing. HRC62
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Dc: 0 ~-0.001"
Runout: 0.0004"
Ds: h5
unit: inch unit: inch
Cutting  \o of Flute Effective CAM Overall oo ommended Stock Steel HRC30-40 Steel HRC40-50 Steel HRC50-60
Part No. Tool Type Dia. Flute Length Length R Length leave for finishin No. of
Dc Lf Leff L 9 Tool Dia. flgieos ae ap Vc=180m/min. Vc=150m/min. Vc=130m/min.
§ HFE07-2-05-12-30  High Feed 3/32 2 1716 1/4 0.013 2 0.004 S F f2 S F f2 S F f2 §
o -2-05-14- i =
o HFEQ7-2-05-14-30  High Feed 3/32 2 116 3/8 0.013 2 0.004 1/8 2 45-75% 0.0039~0.0047 18046 101 0.0028 15039 84 0.0028 13034 73 0.0028 )
Q HFE07-2-05-16-30  High Feed 3/32 2 1716 1/2 0.013 2 0.004 E
wn 3/16 2 45-75% 0.0047~0.0059 12031 94 0.0039 10026 78 0.0039 8689 68 0.0039 wn
B HFE08-2-06-13-30  High Feed 1/8 2 5/64 5/16 0.018 2 0.004 I
@ . 1/4 4 45-75% 0.0059-0.0079 9028 213 0.0059 7523 178 0.0059 6520 154 0.0059 @
3 HFE08-2-06-16-30  High Feed 1/8 2 5/64 1/2 0.018 2 0.004 3
‘:_!, HFE08-2-06-18-30  High Feed 1/8 2 5/64 5/8 0.018 2 0.004 3/8 4 45-75% 0.0079-0.0157 6018 190 0.0079 5015 158 0.0079 4347 137 0.0079 g
=y =
HFE11-2-08-16-30  High Feed 3/16 2 1/8 1/2 0.027 2 0.006 1/2 4 45-75% 0.0079-0.0177 4514 177 0.0098 3761 147 0.0098 3260 128 0.0098
HFE11-2-08-18-30  High Feed 3/16 2 1/8 5/8 0.027 2 0.006
HFE11-2-08-20-30  High Feed 3/16 2 1/8 3/4 0.027 2 0.006
HFE11-2-08-22-30  High Feed 3/16 2 1/8 1 0.027 2 0.006
HFE12-4-10-18-30 High Feed 1/4 4 5/32 5/8 0.035 2 0.007
HFE12-4-10-20-30 High Feed 1/4 4 5/32 3/4 0.035 2 0.007
HFE12-4-10-22-30  High Feed 1/4 4 5/32 1 0.035 2 0.007
HFE12-4-10-22-32 High Feed 1/4 4 5/32 1 0.035 3 0.007
HFE14-4-10-25-32 High Feed 3/8 4 5/32 13/8 0.053 3 0.01
HFE14-4-10-25-33  High Feed 3/8 4 5/32 13/8 0.053 4 0.01
HFE16-4-10-26-32 High Feed 1/2 4 5/32 11/2 0.071 3 0.014
HFE16-4-10-26-33  High Feed 1/2 4 5/32 11/2 0.071 4 0.014
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HPSE Hard milling square end tool HPCE Hard milling corner radius tool

Square end tool for hardened steel milling, HRC50-62. Suitable for e Corner radius tool for hardened steel milling, HRC50-62. e
side milling, trochoidal milling. 50~62 Suitable for side milling, trochoidal milling. 50~62
A
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Dc: 0 ~-0.0008"

Dc: 0 ~-0.0008" CR:+/- 0.004"
Runout: 0.0004" Runout: 0.0004"
Ds: h5 Ds: h5

unit: inch unit: inch

Corner Radius Shank Dia. Corner Radius

Part No. CuttiBg Dia. No. of flute Flutell:fength gg X 0verallLLength Part No. Cuttigg Dia. No. of flute Flutell:fength Eff.ll_eef?gth CR ShaBkSDia. 0verallLLength
00
S HPSE04-4-08-08-30 3/32 4 1/8 1/8 1/8 2 HPCE04-4-08-08-30Ro0 3/32 4 1/8 1/8 0.01 1/8 2 =
}3 HPSE04-4-08-11-30 3/32 4 1/8 3/16 1/8 2 HPCEO04-4-08-11-30Roo 3/32 4 1/8 3/16 0.01 1/8 2 8}
g HPSE04-4-08-12-30 3/32 4 1/8 1/4 1/8 2 HPCE04-4-08-12-30Roo 3/32 4 1/8 1/4 0.01 1/8 2 a
< <
é" HPSE05-4-10-10-30 1716 4 5/32 5/32 1/8 2 HPCE05-4-10-10-30Roo 1716 4 5/32 5/32 0.01 1/8 2 é
::__? HPSE05-4-10-12-30 1716 4 5/32 1/4 1/8 2 HPCE05-4-10-12-30Roo 1716 4 5/32 1/4 0.01 1/8 2 §
= HPSE05-4-10-14-30 1716 4 5/32 3/8 1/8 2 HPCEO05-4-10-14-30Roo 1716 4 5/32 3/8 0.01 1/8 2 =
HPSE06-4-11-11-30 5/64 4 3/16 3/16 1/8 2 HPCE06-4-11-11-30Roo 5/64 4 3/16 3/16 0.01 1/8 2
HPSE06-4-11-13-30 5/64 4 3/16 5/16 1/8 2 HPCE06-4-11-13-30Roo 5/64 4 3/16 5/16 0.01 1/8 2
HPSE06-4-11-16-30 5/64 4 3/16 1/2 1/8 2 HPCE06-4-11-16-30Roo 5/64 4 3/16 1/2 0.01 1/8 2
HPSEO07-4-12-12-30 3/32 4 174 1/4 1/8 2 HPCEQ07-4-12-12-30Roo 3/32 4 1/4 1/4 0.01/0.015 1/8 2
HPSEO07-4-12-14-30 3/32 4 1/4 3/8 1/8 2 HPCEO07-4-12-14-30Roo 3/32 4 1/4 3/8 0.01/0.015 1/8 2
HPSEO07-4-12-16-30 3/32 4 1/4 1/2 1/8 2 HPCEO07-4-12-16-30Roo 3/32 4 1/4 1/2 0.01/0.015 1/8 2
HPSE08-4-13-13-30 1/8 4 5/16 5/16 1/8 2 HPCE08-4-13-13-30Roo 1/8 4 5/16 5/16 0.01/0.015 1/8 2
HPSE11-4-16-16-30 3/16 4 1/2 1/2 3/16 2 HPCE11-4-16-16-30Roo 3/16 4 1/2 1/2 0.01/0.015 3/16 2
HPSE12-4-18-18-30 1/4 4 5/8 5/8 1/4 2 HPCE12-4-18-18-30Ro0 1/4 4 5/8 5/8 0.01/0.015/0.03 1/4 2
HPSE14-4-21-21-32 3/8 4 4/5 4/5 3/8 3 HPCE14-4-21-21-32Roo 3/8 4 4/5 4/5 0.01 3/8 3
HPSE16-4-23-23-32 1/2 4 11/8 11/8 1/2 3 HPCE16-4-23-23-32Ro0 1/2 4 11/8 11/8 0.01 1/2 3
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» = m L L
HPSE/HPCE Cutting Condition HDBE Hard milling ball nose tool =
&
Q
=
o
High precision ball nose tool for hardened steel milling. '20“ . 3
= Designed for high precision die and mold finishing. HRC58 / ) =
(o] Tapered «
T o
a5 a
o1 unit: inch ‘ < 1
o o
5 /] :
3 S
< No. of Pre-hardened Steel HRC50-62 <
(0] . oD
Tool Dia. flutes
ae ap fz s F w
Dc<Ds, R: +0.0002" ~ -0.0002"
3/64 4 0.0008 0.0469 0.0002 21399 17 Db 0008~ 0.00035"
R profile line form: +/-0.00012"
116 4 0.0012 0.0625 0.0004 16049 26 protiic fine °;Tn;{1t?098802..
Eff. Length Leff: +0.002" ~ +0.006"
5/64 4 0.0016 0.0781 0.0006 12839 31 Ds: h5
3/32 4 0.0016 0.0938 0.0007 10699 30
unit: inch
18 4 0.0028 0125 0.0012 8024 3 Cutting o of Flute Effective Shank Overall
Part No. Dia. y Length Length Leff Dia. Length
3/16 4 0.0039 0.2813 0.0016 5350 34 De Flutes Lf x De L
> 14 4 0.0079 0.375 0.0024 4012 39 HDBEOO1-xx-2 0.01 2 0.01 0.01/ 0.02/0.025/0.03/0.04/0.06/0.08/0.1 1/4 2 >
3 5
HDBE02-xx-2 1/64 2 0.01 0.01/0.02/ 0.04/0.06/0.08/0.1/0.12/0.14/0.16 1/4 2
B 3/8 4 0.0197 0.5625 0.0031 2675 33 > ®
=3 ]
= HDBEO3-xx-2 1/32 2 0.03 0.03/0.08/0.12/0.16/0.2/0.24/0.28/0.32/0.36/0.4 1/4 2 T
w ' ‘ 00236 075 00035 2006 28 0.05/0.08/0.12/0.16/0.2/0.24/0.28/0.32/0.36/0.4/0.44/0.48/0.52/ )
2 HDBEO4-xx-2.5 3/64 2 0.05 0 5L10.4/0.4470.4870.79 14 25 2
3 HDBEOS 2.5 e ) 006  0-06/0.12/0.16/0.2/0.24/0.28/0.32/0.36/0.4/0.44/0.48/0.52/0.56/ ., 3
5 0.6/0.68/0.76 =
0 (2]
=) HDBEO5-xx-4 1716 2 0.06  0.36/0.4/0.44/0.48/0.52/0.56/0.6/0.68/0.76/0.84/0.92/1 1/4 4 =
HDBED7 2.5 332 ) 0.09 8.(;2/0.2/0.24/0.28/0.32/0.36/0.4/0.44/0.48/0.52/0.56/0.6/0.68/ s s
HDBEO7-xx-4 3/32 2 0.09 0.4/0.44/0.48/0.52/0.56/0.6/0.68/0.76/0.84/0.92/1 1/4 4
0.13/0.28/0.32/0.36/0.4/0.44/0.48/0.52/0.56/0.6/0.68/0.76/0.84/
HDBE08-xx-2.5 178 2 0.13 0927111 08)1 1671 24 14 25
HDBEO8-xx-4 178 2 0.13 0.6/0.68/0.76/0.84/0.92/1/1.08/1.16/1.24 1/4 4
HDBE11-xx-2.5 3/16 2 0.19 0.19/0.4/0.48/0.56/0.64/0.72/0.8/0.88/0.96/1.04/1.12/1.2 14 25
HDBE11-xx-4 3/16 2 0.19 0.64/0.72/0.8/0.88/0.96/1.04/1.12/1.2 1/4 4
HDBE12-xx-2.5 174 2 0.25 0.25/0.52/0.6/0.68/0.76/0.84/0.92/1/1.08/1.16/1.24 14 25
HDBE12-xx-4 174 2 0.25 0.68/0.76/0.84/0.92/1/1.08/1.16/1.24 1/4 4
HDBE14-xx-2.5 3/8 2 0.38  0.38/0.76/0.84/0.92/1/1.08/1.16/1.24/1.32/1.4/1.48/1.56 3/8 25
HDBE1 4-xx-4 3/8 2 0.38 1.24/1.32/1.4/1.48/1.56/1.64/1.72/1.8/1.88/1.96/2.04 3/8 4
HDBE16-xx-2.5 172 2 0.5 0.5/1/1.08/1.16/1.24/1.32/1.4/1.48 172 25
HDBE16-xx-4 172 2 0.5 1.4/1.48/1.56/1.64/1.72/1.8/1.88/1.96/2.04/2.12/2.2/2.28/2.36 172 4

Order example: HDBE03-0.2-2

HDBE: hard milling, 2-flute, ball nose, imperial
03: cutting diameter 1/32"

0.2: effective length 0.2"

2: overall length 2"
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HDBE cutting condition HDBE cutting condition
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unit: inch unit: inch
Pre-hardened steel HRC48-55 Pre-hardened steel HRC56-62
Tool No. of Roughing Finishing Tool No. of Roughing Finishing
Dia. flute Dia. flute
3 ae ap S F stepover ?itrsigﬁif:gr S F ae ap S F stepover ?itr?ighifr?g; S F 3
o =
%- 0.010 2 0.0014 0.0006 41488 13.1 0.0012 0.0004 41907 13.2 0.010 2 0.0012 0.0005 35459 11.2 0.0008 0.0004 37072 8.8 %.
~(<(: 1/64 2 0.0020 0.0012 37939 17.9 0.0012 0.0008 38510 18.2 1/64 2 0.0016 0.0010 29722 14.0 0.0008 0.0008 33009 13.0 %’
g 1/32 2 0.0031 0.0024 24281 38.2 0.0014 0.0012 26295 41.4 1/32 2 0.0028 0.0024 22763 35.8 0.0013 0.0012 24191 34.3 g
‘3_. 3/64 2 0.0039 0.0035 20234 55.8 0.0014 0.0016 22264 61.4 3/64 2 0.0031 0.0035 16693 46.0 0.0014 0.0016 17440 41.2 ‘3_
1716 2 0.0098 0.0059 19200 75.6 0.0020 0.0020 21820 68.7 1716 2 0.0079 0.0047 15934 62.7 0.0020 0.0020 16365 451
3/32 2 0.0118 0.0079 18087 99.7 0.0020 0.0020 19594 771 3/32 2 0.0079 0.0079 15189 83.7 0.0020 0.0020 16325 51.4
1/8 2 0.0138 0.0087 16787 99.1 0.0020 0.0020 18531 87.5 1/8 2 0.0098 0.0079 13831 81.7 0.0020 0.0020 14502 57.1
3/16 2 0.0177 0.0098 16490 103.9 0.0020 0.0020 18041 92.3 3/16 2 0.0157 0.0087 11946 75.2 0.0020 0.0020 13121 62.0
1/4 2 0.0197 0.0118 14183 89.3 0.0024 0.0020 17023 93.8 1/4 2 0.0157 0.0098 9671 60.9 0.0024 0.0020 11632 55.0
3/8 2 0.0335 0.0197 8995 85.0 0.0031 0.0039 10661 83.9 3/8 2 0.0276 0.0118 7179 67.8 0.0031 0.0039 9841 69.7
1/2 2 0.0433 0.0197 7737 73.1 0.0039 0.0039 9221 72.6 1/2 2 0.0315 0.0126 6000 56.7 0.0039 0.0039 8512 67.0
Note: For 1/4" tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing. Note: For 1/4" tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing.
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HDCE Hard milling corner radius

@
High precision corner radius tool for hardened steel milling.
allai

Designed for die and mold finishing.
S — De: 0 ~ -0.0004"
- R: +/-0.0002"

Good for steep wall finishing, not suitable for side milling.
R profile line form: +/-0.00012"

Runout: 0.0002"
Eff. Length Leff: +0.002" ~ +0.006"

Tapered

Ds: h5
unit: inch
Cutting No. of Flute Effective Corner Radius Shank Overall
Part No. Dia. Flu.tes Length Length Leff CR Dia. Length
Dc Lf XX 00 Ds L
HDCEO03-xx-2Roo 1/32 2 0.02 0.02/0.08/0.12/0.16/0.2/0.24/0.28/0.32/0.36/0.4 0.005 1/4 2
0.03/0.08/0.12/0.16/0.2/0.24/0.28/0.32/0.36/0.4/
HDCEO4-xx-2.5Ro0 3/64 2 0.03 0.44/048/0.52/0.56/0.6/0.64/0.68/0.72 0.005/0.01 1/4 2.5
0.04/0.12/0.16/0.2/0.24/0.28/0.32/0.36/0.4/0.44/
HDCE05-xx-2.5Ro00 1716 2 0.04 0.48/0.52/0.56/0.6/0.68/0.76 0.01 1/4 2.5

Order example: HDCE05-0.36-2.5R0.01

HDCE: hard milling, 2-flute, corner radius, imperial
05: cutting diameter 1/16"

0.36: effective length 0.36"

2.5: overall length 2.5"

R0.01: corner radius 0.01"

48

HQCE Hard milling corner radius

4-flute tool
o

High precision corner radius tool for hardened steel milling.
>
Good for steep wall finishing, not suitable for side milling. ‘

Tapered ‘

Designed for die and mold finishing.

Dc<Ds, Dc: 0 ~ -0.0004"

e Dc=Ds, Dc: -0.0002" ~ -0.0006"
CR: +/-0.0002"

R profile line form: +/-0.00012"

Runout: 0.0002"
Eff. Length Leff: +0.002"~ +0.006"

Ds: h5
unit: inch
Cutting No. of Flute Effective Corner Radius Shank Overall
Part No. Dia. Flu.tes Length Length Leff CR Dia. Length
Dc Lf XX 00 Ds L
0.07/0.2/0.24/0.28/0.32/0.36/0.4/0.44/0.48/
HQCEO07-xx-2.5Ro00 3/32 4 0.07 0.52/0.56/0.6/0.68/0.76 0.01/0.015 1/4 2.5
0.09/0.28/0.32/0.36/0.4/0.44/0.48/0.52/0.56/
HOCED8-x-2.5Ro0 178 4 0-09  0.6/0.68/0.76/0.84/0.92/1/1.08/1.16/1.24 0.01/0.015 Vo258
HQCE11-xx-25Ro0  3/16 4 0.13 0:13/0.4/0.48/0.56/0.64/0.72/0.8/0.88/0.96/ 0.01/0.015/0.02 4 25
1.04/1.12/1.2
0.17/0.52/0.6/0.68/0.76/0.84/0.92/1/1.08/ 0.01/0.015/0.02
HQCE12-xx-2.5Ro00 1/4 4 0.17 116/1.24 /0.03/0.06 1/4 2.5
0.25/0.76/0.84/0.92/1/1.08/1.16/1.24/1.32/ 0.015/0.02/0.03/
HOCET 4-0c-h-Roo - 3/8 4 025 14/1.48/1.56/1.64/1.72/1.8/1.88/1.96/2.04 0.04/0.06 3/8 4
0.33/1/1.08/1.16/1.24/1.32/1.4/1.48/1.56/
HQCE16-xx-4-Roo 1/2 4 0.33  1.64/1.72/1.8/1.88/1.96/2.04/2.12/2.2/2.28/ 0.03/0.06 1/2 4
2.36
Order example: HQCE12-0.68-2.5R0.02
HQCE: hard milling, 4-flute, corner radius, imperial
12: cutting diameter 1/4"
0.68: effective length 0.68"
2.5: overall length 2.5"
R0.02: corner radius 0.02"
49
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HDCE/HQCE cutting condition

unit: inch
Pre-hardened steel HRC48-55
Tool No. of Roughing Finishing 3D geometry
Dia. flute o
ae ap S F stepover ?itrsighing S F
1/32 2 0.0047 0.0024 24868 39.2 0.0014 0.0012 24868 39.2
3/64 2 0.0059 0.0035 19253 53.1 0.0014 0.0016 19253 53.1
1716 2 0.0079 0.0047 18049 711 0.0020 0.0020 18049 711
3/32 4 0.0177 0.0079 14713 162.2 0.0020 0.0020 16051 151.7
1/8 4 0.0236 0.0087 12037 142.2 0.0020 0.0020 13040 123.2
3/16 4 0.0433 0.0098 8024 101.1 0.0020 0.0020 9361 88.4
1/4 4 0.0472 0.0118 6018 75.8 0.0024 0.0020 7021 66.3
3/8 4 0.0787 0.0197 4012 75.8 0.0028 0.0039 4848 53.4
1/2 4 0.0945 0.0197 3009 56.9 0.0031 0.0039 3761 41.5

50

unit: inch
Pre-hardened steel HRC56-62
Tool No. of Roughing Finishing 3D geometry
Dia. flute
ae ap S F stepover ?itri)i(;l?\ifrsg S F
1/32 2 0.0047 0.0024 20456 32.2 0.0014 0.0012 20456 32.2
3/64 2 0.0059 0.0035 14974 41.3 0.0014 0.0016 16846 46.4
1716 2 0.0098 0.0059 14038 55.3 0.0020 0.0020 16044 63.2
3/32 4 0.0177 0.0079 10032 110.6 0.0020 0.0020 10700 101.1
1/8 4 0.0236 0.0087 8024 94.8 0.0020 0.0020 8526 80.6
3/16 4 0.0433 0.0098 6018 75.8 0.0020 0.0020 6352 60.0
174 4 0.0472 0.0118 5015 63.2 0.0024 0.0020 5517 52.1
3/8 4 0.0787 0.0197 3344 63.2 0.0028 0.0039 4012 44.2
1/2 4 0.0945 0.0197 2508 47.4 0.0031 0.0039 3009 33.2
51
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[} |} [ |
= Tapered hard milling tools DER diamond coated tools =
= 5
a E
S} imperial size, for graphite roughing process §_
a
B g
O —
o1 (o]
o (o]
) 0
(o
2 ‘ Leff ‘
m -l -
Dc: 0 ~-0.0025"
2xDc Runout: 0.0004"
Leff.: +0.002~+0.006"
Ds: h5
unit: inch
Cutting No. of Flute Effective Shank Overall
R VAT YO S Sy Part No. D[;i- Flute Lefc?th LEZ?fth DDI:- LenLgth
o DER12-2-20-22-31 1/4 multiple 3/4 1 1/4 21/2
gb DER12-2-20-22-33 174 multiple 3/4 1 174 4 Ej
o ®
7} DER14-2-23-26-33 3/8 multiple 11/8 1172 3/8 4 ;i
A )
S " DER16-2-26-29-33 172 multiple 1172 17/8 172 4
o R0.1575 e o
@
El 3
5. =
s o)
order example
HDBE12-0.84-TB-4
Hard milling tapered ball nose tool
12: Cutting diameter 1/4"
0.84: effective length(Leff) tapered
T: tapered
B:tapered angle 0.5, 1, 1.5, 2, 2.5, 3(tolerance: 0.2
4: overall length 4"
53
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DES 2-flute diamond coated tools

2-flute, square end, imperial size, for graphite machining

W) O
= =
Q Q
3 3
o o
>3 =}
o o
(2] (2]
o o
Q Q
— —
(] o
o o
— —
(=} o
S S
n 0

Dc: 0 ~-0.0008"
Runout: 0.0004"
Leff.: +0.002~+0.006"
Ds: h5
unit: inch unit: inch
Cutting No. of Flute Effective Shank Overall Cutting No. of Flute Effective Shank Overall
Part No. Dia. fltjte Length Length Dia Length Part No. Dia. fltjte Length Length Dia. Length
Dc Lf Leff. ) L Dc Lf Leff. Ds L
- DES0.01-2-0.02-0.05-2 0.01 2 0.02 0.05 1/8 2 DES05-2-11-19-30 1716 2 3/16 13/20 1/8 2 -
= 3
= DES0.01-2-0.02-0.1-2 0.01 2 0.02 0.1 1/8 2 DES05-2-11-21-30 1716 2 3/16 4/5 1/8 2 [
3. .
nj) DES0.01-2-0.02-0.15-2 0.01 2 0.02 0.15 1/8 2 DES05-2-11-22-30 1716 2 3/16 1 1/8 2 %
3 <
% DES0.02-2-0.04-0.04-2 0.02 2 0.04 0.04 1/8 2 %
3 3
§ DES0.02-2-0.04-0.1-2 0.02 2 0.04 0.1 1/8 2 g
(2] (2]
=y =
— DES0.02-2-0.04-0.15-2 0.02 2 0.04 0.15 1/8 2 —
DES0.02-2-0.04-0.25-2 0.02 2 0.04 0.25 1/8 2
DES02-2-04-04-30 1/64 2 3/64 3/64 1/8 2
DES02-2-04-10-30 1/64 2 3/64 5/32 1/8 2
DES03-2-07-07-30 1/32 2 3/32 3/32 1/8 2
DES03-2-07-13-30 1/32 2 3/32 5/16 1/8 2
DES03-2-07-16-30 1/32 2 3/32 1/2 1/8 2
DES04-2-09-09-30 3/64 2 9/64 9/64 1/8 2
DES04-2-09-13-30 3/64 2 9/64 5/16 1/8 2
DES04-2-09-16-30 3/64 2 9/64 1/2 1/8 2
DES04-2-09-20-30 3/64 2 9/64 3/4 1/8 2
DES05-2-11-11-30 1/16 2 3/16 3/16 1/8 2
DES05-2-11-14-30 1716 2 3/16 3/8 1/8 2
DES05-2-11-16-30 1716 2 3/16 1/2 1/8 2
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DES 4-flute diamond coated tools

4-flute, square end, imperial size, for graphite machining

W) O
= =
Q Q
3 3
o o
>3 =}
o o
(2] (2]
o o
Q Q
— —
(] o
o o
— —
(=} (=}
S S
n 0

S

Dc: 0 ~-0.0008"
Runout: 0.0004"
Leff.: +0.002~+0.006"
Ds: h5
unit: inch unit: inch
Cutting No. of Flute Effective Shank Overall Cutting No. of Flute Effective Shank Overall
Part No. Dia. Flute Length Length Dia. Length Part No. Dia. Flute Length Length Dia. Length
Dc Lf Leff. Ds L Dc Lf Leff. Ds L
- DES03-4-07-07-30 1/32 4 3/32 3/32 1/8 2 DES11-4-16-20-33 3/16 4 1/2 3/4 3/16 4 -
-?D DES03-4-07-13-30 1/32 4 3/32 5/16 1/8 2 DES12-4-20-22-31 1/4 4 3/4 1 1/4 21/2 -?D
ni' DES03-4-07-16-30 1/32 4 3/32 1/2 1/8 2 DES12-4-20-22-33 1/4 4 3/4 1 1/4 4 :_Tl
%’: DES04-4-09-09-30 3/64 4 9/64 9/64 1/8 2 DES12-4-20-22-34 174 4 3/4 1 1/4 6 %)
g DES04-4-09-13-30 3/64 4 9/64 5/16 1/8 2 DES14-4-23-26-33 3/8 4 11/8 1172 3/8 4 FBD.-
:::;‘ DES04-4-09-16-30 3/64 4 9/64 1/2 1/8 2 DES14-4-23-26-34 3/8 4 11/8 11/2 3/8 6 §
= DES04-4-09-20-30 3/64 4 9/64 3/4 1/8 2 DES16-4-26-29-33 1/2 4 11/2 17/8 1/2 4 =
DES05-4-11-11-30 1716 4 3/16 3/16 1/8 2 DES16-4-26-29-34 1/2 4 11/2 17/8 1/2 6
DES05-4-11-14-30 1716 4 3/16 3/8 1/8 2
DES05-4-11-16-30 1716 4 3/16 1/2 1/8 2
DES05-4-11-19-30 1716 4 3/16 13/20 1/8 2
DES05-4-11-21-30 1716 4 3/16 4/5 1/8 2
DES05-4-11-22-30 1716 4 3/16 1 1/8 2
DES05-4-11-22-32 1716 4 3/16 1 1/8 3 extra long
DES07-4-11-11-30 3/32 4 3/16 3/16 1/8 2
DES07-4-11-14-30 3/32 4 3/16 3/8 1/8 2
DES07-4-11-16-30 3/32 4 3/16 1/2 1/8 2
DES07-4-11-19-30 3/32 4 3/16 13/20 1/8 2
DES07-4-11-21-30 3/32 4 3/16 4/5 1/8 2
DES07-4-11-22-30 3/32 4 3/16 1 1/8 2
DES08-4-14-18-32 1/8 4 3/8 5/8 1/8 3
DES11-4-16-20-32 3/16 4 1/2 3/4 3/16 3
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DEB 2-flute diamond coated tools

2-flute, ball nose, imperial size, for graphite machining w

W) O
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— —
(=} o
S S
n 0

Dc: 0 ~-0.0008"
Runout: 0.0004"
Leff.: +0.002~+0.006"
Ds: h5
unit: inch
Cutting Cutting No. of Flute Effective Shank Overall
Part No. Dia. Radius FlL.lte Length Length Dia. Length
Dc R Lf Leff. Ds L
DEB0.01-2-0.02-0.02-2 0.01 0.005 2 0.02 0.02 1/8 2
3 DEBO0.01-2-0.02-0.05-2 0.01 0.005 2 0.02 0.05 1/8 2 g
) D
gi' DEB0.01-2-0.02-0.1-2 0.01 0.005 2 0.02 0.1 1/8 2 :_Ti'
% DEB0.01-2-0.02-0.15-2 0.01 0.005 2 0.02 0.15 1/8 2 %’
(30 DEB0.02-2-0.04-0.04-2 0.02 0.01 2 0.04 0.04 1/8 2 g
3 DEBO0.02-2-0.04-0.1-2 0.02 0.01 2 0.04 0.1 1/8 2 3
=y =
= DEB0.02-2-0.04-0.15-2 0.02 0.01 2 0.04 0.15 1/8 2 =
DEB0.02-2-0.04-0.25-2 0.02 0.01 2 0.04 0.25 1/8 2
DEB02-2-04-04-30 1/64 1/128 2 3/64 3/64 1/8 2
DEB02-2-04-10-30 1/64 1/128 2 3/64 5/32 1/8 2
DEB03-2-07-07-30 1/32 1/64 2 3/32 3/32 1/8 2
DEB03-2-07-13-30 1/32 1/64 2 3/32 5/16 1/8 2
DEB03-2-07-16-30 1/32 1/64 2 3/32 1/2 1/8 2
DEB04-2-09-09-30 3/64 3/128 2 9/64 9/64 1/8 2
DEBO04-2-09-13-30 3/64 3/128 2 9/64 5/16 1/8 2
DEB04-2-09-16-30 3/64 3/128 2 9/64 1/2 1/8 2
DEB04-2-09-20-30 3/64 3/128 2 9/64 3/4 1/8 2
DEB05-2-11-11-30 1716 1/32 2 3/16 3/16 1/8 2
DEB05-2-11-14-30 1716 1/32 2 3/16 3/8 1/8 2
DEB05-2-11-16-30 1716 1/32 2 3/16 1/2 1/8 2
DEB05-2-11-19-30 1716 1/32 2 3/16 13/20 1/8 2
DEB05-2-11-21-30 1716 1/32 2 3/16 4/5 1/8 2
DEB05-2-11-22-30 116 1/32 2 3/16 1 1/8 2
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DEB 4-flute diamond coated tools

4-flute, ball nose, imperial size, for graphite machining
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Dc: 0 ~-0.0008"
Runout: 0.0002"
Leff.: +0.002~+0.006"
Ds: h5
unit: inch unit: inch
Cut.ting Cutt!ng No. of Flute Effective Shgnk Overall Cutting Cutting No. of Flute Effective Shank Overall
Part No. Dia. Radius Flute Length Length Dia. Length Part No. Dia. Radius Flute Length Length Dia. Length
Dc R Lf Leff. Ds L Dc R Lf Leff. Ds L
- DEB03-4-07-07-30 1/32 1/64 4 3/32 3/32 1/8 2 DEB11-4-16-20-33 3/16 3/32 4 1/2 3/4 3/16 4 o
-?D DEBO03-4-07-13-30 1/32 1/64 4 3/32 5/16 1/8 2 DEB12-4-12-22-31 1/4 1/8 4 1/4 1 1/4 21/2 stub flute -?D
ni' DEB03-4-07-16-30 1/32 1/64 4 3/32 1/2 1/8 2 DEB12-4-20-22-31 1/4 1/8 4 3/4 1 1/4 21/2 ;_Ti'
%’: DEBO04-4-09-09-30 3/64 3/128 4 9/64 9/64 1/8 2 DEB12-4-12-22-33 174 1/8 4 1/4 1 114 4 stub flute %’
g DEBO04-4-09-13-30 3/64 3/128 4 9/64 5/16 1/8 2 DEB12-4-20-22-33 1/4 1/8 4 3/4 1 1/4 4 g
:5: DEBO04-4-09-16-30 3/64 3/128 4 9/64 1/2 1/8 2 DEB12-4-20-22-34 1/4 1/8 4 3/4 1 1/4 6 §
= DEBO04-4-09-20-30 3/64 3/128 4 9/64 3/4 1/8 2 DEB14-4-23-26-33 3/8 3/16 4 11/8 11/2 3/8 4 =
DEBO05-4-11-11-30 1716 1/32 4 3/16 3/16 1/8 2 DEB14-4-23-26-34 3/8 3/16 4 11/8 11/2 3/8 6
DEBO05-4-11-14-30 1716 1/32 4 3/16 3/8 1/8 2 DEB16-4-26-29-33 1/2 1/4 4 11/2 17/8 1/2 4
DEBO05-4-11-16-30 1716 1/32 4 3/16 1/2 1/8 2 DEB16-4-26-29-34 1/2 1/4 4 11/2 17/8 1/2 6
DEBO05-4-11-19-30 1716 1/32 4 3/16 13/20 1/8 2
DEB05-4-11-21-30 1716 1/32 4 3/16 4/5 1/8 2
DEBO05-4-11-22-30 1716 1/32 4 3/16 1 1/8 2
DEB05-4-11-22-32 1716 1/32 4 3/16 1 1/8 3 extra long
DEBO07-4-11-11-30 3/32 3/64 4 3/16 3/16 1/8 2
DEBO07-4-11-14-30 3/32 3/64 4 3/16 3/8 1/8 2
DEBO07-4-11-16-30 3/32 3/64 4 3/16 1/2 1/8 2
DEBO07-4-11-19-30 3/32 3/64 4 3/16 13/20 1/8 2
DEBO07-4-11-21-30 3/32 3/64 4 3/16 4/5 1/8 2
DEBO07-4-11-22-30 3/32 3/64 4 3/16 1 1/8 2
DEB08-4-08-18-32 1/8 1716 4 1/8 5/8 1/8 3 stub flute
DEB08-4-14-18-32 1/8 1716 4 3/8 5/8 1/8 3
DEB11-4-16-20-32 3/16 3/32 4 1/2 3/4 3/16 3
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DEC 2-flute diamond coated tools

2-flute, corner radius, imperial size, for graphite machining

Dc: 0 ~-0.0008"
CR:+/- 0.0004"
Runout: 0.0004"
Leff.: +0.002~+0.006"

Ds: h5
unit: inch
Part No. CuttiBg Dia. No. of flute LFelr:lg;?h Elffeencgit\r,\e ER:ZLTSQ ShaBkSDia. E\e!ﬁ;?g

Lf Leff. CR L
DEC04-2-09-09-30/010 3/64 2 9/64 9/64 0.01 1/8 2
DEC04-2-09-13-30/010 3/64 2 9/64 5/16 0.01 1/8 2
DEC04-2-09-16-30/010 3/64 2 9/64 1/2 0.01 1/8 2
DEC04-2-09-20-30/010 3/64 2 9/64 3/4 0.01 1/8 2
DEC05-2-11-11-30/010 1716 2 3/16 3/16 0.01 1/8 2
DEC05-2-11-14-30/010 1716 2 3/16 3/8 0.01 1/8 2
DEC05-2-11-16-30/010 1716 2 3/16 1/2 0.01 1/8 2
DEC05-2-11-19-30/010 1716 2 3/16 13/20 0.01 1/8 2
DEC05-2-11-21-30/010 1716 2 3/16 4/5 0.01 1/8 2
DEC05-2-11-22-30/010 1716 2 3/16 1 0.01 1/8 2
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DEC 4-flute diamond coated tools

4-flute, corner radius, imperial size, for graphite machining

Dc: 0 ~-0.0008"
CR:+/- 0.0004"
Runout: 0.0004"
Leff.: +0.002~+0.006"

Ds: h5
unit: inch
Cutting No.of Flute Effective Corner Shank Overall
PartNo. Dia. Flute Length Length Radius Dia. Length

Dc Lf Leff. CR Ds L
DEC03-4-07-07-30/005 1/32 4 3/32 3/32 0.005 1/8 2
DEC03-4-07-13-30/005 1/32 4 3/32 5/16 0.005 1/8 2
DEC03-4-07-16-30/005 1/32 4 3/32 1/2 0.005 1/8 2
DEC04-4-09-09-30/010 3/64 4 9/64 9/64 0.01 1/8 2
DEC04-4-09-13-30/010 3/64 4 9/64 5/16 0.01 1/8 2
DEC04-4-09-16-30/010 3/64 4 9/64 1/2 0.01 1/8 2
DEC04-4-09-20-30/010 3/64 4 9/64 3/4 0.01 1/8 2
DEC05-4-11-11-30/010 1716 4 3/16 3/16 0.01 1/8 2
DEC05-4-11-14-30/010 1716 4 3/16 3/8 0.01 1/8 2
DEC05-4-11-16-30/010 1716 4 3/16 1/2 0.01 1/8 2
DEC05-4-11-19-30/010 1716 4 3/16 13/20 0.01 1/8 2
DEC05-4-11-21-30/010 1716 4 3/16 4/5 0.01 1/8 2
DEC05-4-11-22-30/010 1716 4 3/16 1 0.01 1/8 2
DEC05-4-11-22-32/010 1716 4 3/16 1 0.01 1/8 3
DEC05-4-11-11-30/015 1716 4 3/16 3/16 0.015 1/8 2
DEC05-4-11-14-30/015 1716 4 3/16 3/8 0.015 1/8 2
DEC05-4-11-16-30/015 1716 4 3/16 1/2 0.015 1/8 2
DEC05-4-11-19-30/015 1716 4 3/16 13/20 0.015 1/8 2
DEC05-4-11-21-30/015 1716 4 3/16 4/5 0.015 1/8 2
DEC05-4-11-22-30/015 1716 4 3/16 1 0.015 1/8 2
DEC05-4-11-22-32/015 1716 4 3/16 1 0.015 1/8 3
DECO07-4-11-11-30/010 3/32 4 3/16 3/16 0.01 1/8 2

extra long

extra long

63

O
=
Q
3
o
=}
o
(o]
o
Q
==
[0}
o
—
(=}
'O_
(2]

(Yaul)walsAs jeruadw|




W) O
= =
Q Q
3 3
o o
>3 =}
o o
(2] (2]
o o
Q Q
— —
(] o
o o
— —
o o
S S
n 0

Dc: 0 ~ -0.0008" Dc: 0 ~ -0.0008"
CR:+/- 0.0004" CR:+/- 0.0004"
Runout: 0.0004" Runout: 0.0004"
Leff.: +0.002~+0.006" Leff. +0.002~+0.006"
Ds: h5 Ds: h5
unit: inch unit: inch
o, CBNO woor [T e fomer Sk e o, D0 oot Lngih et Redus o Leng
Dc Lf Leff. CR Ds L :
5 DEC07-4-11-14-30/010  3/32 4 3/16 3/8 0.01 1/8 2 DECT12-4-20-22-33/015 /4 4 3/4 ! 0.015 14 4 T
® DECO7-4-11-16-30/010  3/32 4 3/16 12 0.01 178 2 DECT2-4-20-22-33/020 174 4 34 ! 0.02 14 4 &
%’7 DEC07-4-11-19-30/010  3/32 4 3/16 13/20 0.01 1/8 2 DEC12-4-20-22-33/030 /4 4 3/4 ! 0.03 /4 4 %
;‘g. DEC07-4-11-21-30/010  3/32 4 3/16 475 0.01 1/8 2 DEC12-4-20-22-33/060 174 4 3/4 ! 0.06 /4 4 g
3 DEC07-4-11-22-30/010  3/32 4 3/16 1 0.01 1/8 2 DEC12-4-20-22-34/020  1/4 4 3/4 ! 0.02 e 6 3
é DEC07-4-11-11-30/015  3/32 4 3/16 3/16 0.015 1/8 2 DECT4-4-23-26-33/030 3/8 4 1178 1172 0.03 3/8 4 §
DECO7411-14.30/015  3/32 . 216 28 0015 . ) DEC14-4-23-26-33/040  3/8 4 11/8 1172 0.04 3/8 4
DEC07-4-11-16-30/015  3/32 4 3/16 172 0.015 1/8 2 DECT4-4-23-26-33/060 3/8 4 1178 1172 0.06 3/8 4
DEC07-4-11-19-30/015  3/32 4 3/16 13/20 0.015 1/8 2 DECT4-4-23-26-34/030  3/8 4 118 1172 0.03 3/8 6
DEC07-4-11-21-30/015  3/32 4 3/16 4/5 0.015 1/8 2 DECT4-4-23-26-34/040  3/8 4 1178 1172 0.04 3/8 6
DECO7411-22.30/015 332 . e 1 0015 . ) DEC14-4-23-26-34/060  3/8 4 11/8 1172 0.06 3/8 6
DECOBA14.18.32/015 178 A 28 58 0015 e ) DEC16-4-26-29-33/030  1/2 4 1172 17/8 0.03 172 4
DECOB4.14.18.32/030 178 A 28 58 0.03 . s DEC16-4-26-29-33/040  1/2 4 1172 17/8 0.04 172 4
DECT14.16.20.32/020 314 . . ” 0.02 " s DEC16-4-26-29-33/060  1/2 4 1172 17/8 0.06 172 4
DECT14.16.20.33/015 314 . . ” 0015 316 A DEC16-4-26-29-34/030  1/2 4 1172 17/8 0.03 172 6
DEC11-4-16-20-33/020  3/16 4 172 3/4 0.02 3/16 4 DEC16-4-26-29-34/040  1/2 4 1172 1778 0.04 1/2 6
DEC11-4-16-20-33/030  3/16 4 172 3/4 0.03 3/16 4 DECT6-4-26-29-34/060 /2 4 1172 1778 0.06 12 6
DEC11-4-16-20-33/060  3/16 4 172 3/4 0.06 3/16 4
DEC12-4-20-22-31/015  1/4 4 3/4 1 0.015 1/4 21/2
DEC12-4-20-22-31/020  1/4 4 3/4 1 0.02 1/4 21/2
DEC12-4-20-22-31/030  1/4 4 3/4 1 0.03 1/4 21/2
DEC12-4-20-22-31/060  1/4 4 3/4 1 0.06 1/4 21/2
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DTME diamond coated thread mill

Single profile, diamond coated thread mill for graphite and abrasive non-ferrous

materials machining.

— —

Dc: 0 ~-0.0008"
Runout: 0.0004"
Leff.: +0.002~+0.006"

Ds: h5
unit: inch
Cutting No. of Effective Overall
Part No. Tool Type Dia. Flute Length mm TPI Shank Length
DTME08-14-30 single profile 1/8 3 0.375 M4-M5 32-36 1/8 2
thread mill
DTME11-17-30 single profile 3/16 3 0.563 M6-M8 20-24 3/16 2
thread mill
DTME12-20-31 single profile 174 4 0.750 M8-M10 16-20 1/4 2.5
thread mill
DTME14-23-33 single profile 3/8 4 1125 M12-M24 8-14 3/8 4
thread mill
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QMS 2-flute square end tool

Quick mill, square end tool for carbon steel, alloyed steel, 35° AN
cast iron and tool steel. Suitable for slotting, side milling, HRC40 7 @ ‘
trochoidal milling, general machining and part machining. ——
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Dc: 0 ~-0.02mm Dc: 0 ~-0.02mm
Runout: 0.0Tmm Runout: 0.0Tmm
Ds: h5 Ds: h5
unit: mm unit: mm
Cutting Flute Effective . Overall Cutting Flute Effective . Overall
Part No. Dia. r\:lou'tgf Length Length SSha[r;:I: Dia. Length Part No. Dia. '}lﬁjtgf Length Length SSha[r;;( Dia. Length
Dc Lf Leff. L Dc Lf Leff. L
QMS02-2-0.4-0.4-50 0.2 2 0.4 0.4 4 50 QMS1.5-2-3-6-50 1.5 2 3 6 4 50
QMS03-2-0.6-0.6-50 0.3 2 0.6 0.6 4 50 QMS1.5-2-3-8-50 1.5 2 3 8 4 50
< <
g QMS04-2-0.8-0.8-50 0.4 2 0.8 0.8 4 50 QMS1.5-2-3-10-50 1.5 2 3 10 4 50 2*
o =
én QMS05-2-1-1-50 0.5 2 1 1 4 50 QMS1.5-2-3-12-50 1.5 2 3 12 4 50 @
(%3] (2]
(0] QMS05-2-1-2-50 0.5 2 1 2 4 50 )
3 3
3 QMS05-2-1-3-50 0.5 2 1 3 4 50 3
3 3
QMS05-2-1-4-50 0.5 2 1 4 4 50
QMS06-2-1-1-50 0.6 2 1 1 4 50
QMS06-2-1-2-50 0.6 2 1 2 4 50
QMS06-2-1-3-50 0.6 2 1 3 4 50
QMS06-2-1-4-50 0.6 2 1 4 4 50
QMS08-2-2-2-50 0.8 2 2 2 4 50
QMS08-2-2-4-50 0.8 2 2 4 4 50
QMS08-2-2-6-50 0.8 2 2 6 4 50
QMS1-2-2-2-50 1 2 2 2 4 50
QMS1-2-2-4-50 1 2 2 4 4 50
QMS1-2-2-6-50 1 2 2 6 4 50
QMS1-2-2-8-50 1 2 2 8 4 50
QMS1.5-2-3-3-50 1.5 2 3 3 4 50
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QMS 4-flute square end tool

Al

Quick mill, square end tool for carbon steel, alloyed steel,
cast iron and tool steel. Suitable for slotting, side milling,
trochoidal milling, general machining and part machining.

——

Dc: 0 ~-0.02mm
Runout: 0.0Tmm

Ds: h5
unit: mm
Coms weor e B snmos Qe

Dc Lf Leff. L
QMS2-4-5-5-50 2 4 5 5 4 50
QMS2-4-5-8-50 2 4 5 8 4 50
QMS2-4-5-10-50 2 4 5 10 4 50
QMS2-4-5-12-50 2 4 5 12 4 50
QMS3-4-8-8-50 3 4 8 8 4 50
QMS3-4-8-10-50 3 4 8 10 4 50
QMS3-4-8-12-50 3 4 8 12 4 50
QMS3-4-8-16-50 3 4 8 16 4 50
QMS4-4-10-10-50 4 4 10 10 4 50
QMS6-4-15-15-50 6 4 15 15 6 50
QMS8-4-20-20-60 8 4 20 20 8 60
QMS10-4-25-25-75 10 4 25 25 10 75
QMS12-4-30-30-75 12 4 30 30 12 75
QMS16-4-40-40-115 16 4 40 40 16 115
QMS20-4-50-50-125 20 4 50 50 20 125
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QMC 4-flute corner radius tool

Vari

Quick mill, corner radius tool for carbon steel, alloyed steel,
cast iron and tool steel. Suitable for slotting, side milling,

al

trochoidal milling, general machining and part machining.

(]

———

Dc: 0 ~-0.02mm

CR:+/-0.01Tmm

Runout: 0.01Tmm

Ds: h5

unit: mm

Part No. CUttiBg Dia. No. of flute Lil:gt;tt?h Eljfeencgtit\r,\e Come(t,lsadius ShaBI;Dia. E;?\;&:E

Lf Leff. 00 L
QMC2-4-5-5-50R00 2 4 5 5 0.2 4 50
QMC2-4-5-8-50R00 2 4 5 8 0.2 4 50
QMC2-4-5-10-50Ro00 2 4 5 10 0.2 4 50
QMC2-4-5-12-50Ro00 2 4 5 12 0.2 4 50
QMC3-4-8-8-50R00 3 4 8 8 0.2/0.3/0.5 4 50
QMC3-4-8-10-50Ro00 3 4 8 10 0.2/0.3/0.5 4 50
QMC3-4-8-12-50R00 3 4 8 12 0.2/0.3/0.5 4 50
QMC3-4-8-16-50R00 3 4 8 16 0.2/0.3/0.5 4 50
QMC4-4-10-10-50R00 4 4 10 10 0.2/0.3/0.5 4 50
QMCé6-4-15-15-50R00 6 4 15 15 0.2/0.3/0.5 6 50
QMC8-4-20-20-60Ro0 8 4 20 20 0.2/0.5 8 60
QMC10-4-25-25-75Ro00 10 4 25 25 0.2/0.5/1 10 75
QMC12-4-30-30-75Ro00 12 4 30 30 0.2/0.5/1 12 75
QMC16-4-40-40-115Ro00 16 4 40 40 1 16 115
QMC20-4-50-50-125R00 20 4 50 50 1 20 125
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QMS/QMC cutting condition
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Slotting, ap=1D unit: mm Side Milling, ap=1.5D, ae=0.2D unit: mm
Carbon Steel, Cast Iron Alloy Steel, Tool Steel Tool Steel, Prehardened Steel Carbon Steel, Cast Iron Alloy Steel, Tool Steel Tool Steel, Prehardened Steel
Tool Dia. No. of flute S50C, FC300 SCM, SKS, SKD P20, NAK80 Tool Dia. No. of flute S50C, FC300 SCM, SKS, SKD P20, NAK80
HRC28 below HRC28-33 HRC33-40 HRC28 below HRC28-33 HRC33-40

Dc z S F S F S F Dc z S F S F S F

0.2 2 39809 32 39809 28 39809 24 0.2 2 39809 64 39809 56 39809 48
=Z 0.3 2 37155 37 37155 33 37155 30 0.3 2 37155 74 37155 59 37155 52 Z
%. 0.4 2 36624 51 36624 48 36624 44 0.4 2 36624 88 36624 73 36624 59 %.
~(<u/: 0.5 2 35032 63 35032 53 35032 49 0.5 2 35032 105 35032 84 35032 77 %:
g 0.6 2 31847 108 31847 96 31847 76 0.6 2 31847 191 31847 159 31847 140 g
§ 0.8 2 23885 143 23885 119 23885 96 0.8 2 27866 279 27866 223 27866 195 §
\3’ 1 2 20701 248 20701 215 20701 186 1 2 25478 510 23885 430 22293 357 \3’

1.5 2 18047 289 15924 239 15924 207 1.5 2 22293 535 21231 467 19108 382

2 4 13535 596 11943 480 10350 410 2 4 16720 1003 15924 764 12739 510

3 4 9554 838 8493 510 7431 446 3 4 11677 1401 10616 934 8493 510

4 4 8758 1051 8360 1003 6768 539 4 4 10350 1656 8360 1001 6768 677

6 4 6900 1242 5573 1003 4512 632 6 4 7962 2070 6635 1597 5573 1003

8 4 5175 1097 4180 836 3384 609 8 4 5971 1791 4976 1393 4180 1003

10 4 4140 1076 3344 807 2707 541 10 4 4777 1529 3981 1274 3344 940

12 4 3450 1035 2787 778 2256 541 12 4 3981 1274 3317 1128 2787 836

16 4 2588 776 2090 585 1692 406 16 4 2986 1194 2289 824 1990 637

20 4 2070 621 1672 468 1354 325 20 4 2389 955 1831 659 1592 510
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QMB 2-flute ball nose tool

Ball nose tool for unhardened non-sticky steel. Suitable for 3D
geometry milling. HRC40
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Dc: 0 ~-0.02mm Dc: 0 ~-0.02mm
Runout: 0.0Tmm Runout: 0.01Tmm
Ds: hb Ds: h5
unit: mm
- unit: mm
Cutting Dia Flute Effective Shank Dia Overall y
Part No. Dg : No. of flute Length Length D ' Length Cutting Dia Flute Effective Shank Dia Overall
¢ Lf Leff. S L Part No. De No. of flute Length Length De Length
Lf Leff. L
QMB02-2-0.4-0.4-50 0.2 2 0.4 0.4 4 50
QMB1.5-2-3-8-50 1.5 2 3 8 4 50
QMB03-2-0.6-0.6-50 0.3 2 0.6 0.6 4 50
QMB1.5-2-3-10-50 1.5 2 3 10 4 50
< QMBO04-2-0.8-0.8-50 0.4 2 0.8 0.8 4 50 <
g QMB1.5-2-3-12-50 1.5 2 3 12 4 50 g
o QMB05-2-1-1-50 0.5 2 1 1 4 50 o
}<n QMB2-2-4-4-50 2 2 4 4 4 50 Q
&, QMB05-2-1-2-50 0.5 2 1 2 4 50 &,
"BD QMB2-2-4-8-50 2 2 4 8 4 50 g
§~ QMBO05-2-1-3-50 0.5 2 1 3 4 50 §~
3 QMB2-2-4-10-50 2 2 4 10 4 50 3
— QMBO05-2-1-4-50 0.5 2 1 4 4 50 —
QMB2-2-4-12-50 2 2 4 12 4 50
QMB06-2-1-1-50 0.6 2 1 1 4 50
QMB3-2-6-6-50 3 2 6 6 4 50
QMB06-2-1-2-50 0.6 2 1 2 4 50
QMB3-2-6-10-50 3 2 6 10 4 50
QMB06-2-1-3-50 0.6 2 1 3 4 50
QMB3-2-6-12-50 3 2 6 12 4 50
QMB06-2-1-4-50 0.6 2 1 4 4 50
QMB3-2-6-16-50 3 2 6 16 4 50
QMB08-2-2-2-50 0.8 2 2 2 4 50
QMB4-2-8-8-50 4 2 8 8 4 50
QMB08-2-2-4-50 0.8 2 2 4 4 50
QMB6-2-12-12-50 6 2 12 12 6 50
QMB08-2-2-6-50 0.8 2 2 6 4 50
QMB8-2-16-16-60 8 2 16 16 8 60
QMB1-2-2-2-50 1 2 2 2 4 50
QMB10-2-20-20-75 10 2 20 20 10 75
QMB1-2-2-4-50 1 2 2 4 4 50
QMB12-2-24-24-75 12 2 24 24 12 75
QMB1-2-2-6-50 1 2 2 6 4 50
QMB1-2-2-8-50 1 2 2 8 4 50
QMB1.5-2-3-3-50 1.5 2 3 3 4 50
QMB1.5-2-3-6-50 1.5 2 3 6 4 50
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QMB Cutting condition
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Side Milling, ap=1.5D, ae=0.2D

unit: mm
Tool No. of Roughing Finishing
Dia. flute ae ap S F ae ap S F
0.2 2 0.02 0.02 41932 126 0.008 0.008 42052 126
0.3 2 0.025 0.03 40694 163 0.01 0.01 41397 166
< <
% 0.4 2 0.03 0.03 37785 378 0.025 0.02 38358 384 %
}Z’ 0.5 2 0.05 0.05 35032 701 0.03 0.025 26302 526 f;”’
(%3] (2]
g 0.6 2 0.05 0.06 28309 849 0.04 0.035 24912 747 g
g 0.8 2 0.07 0.08 25212 1008 0.05 0.04 21005 840 g
1 2 0.2 0.1 23885 1911 0.05 0.05 20457 1637
1.5 2 0.25 0.15 21231 2123 0.05 0.05 18333 1833
2 2 0.3 0.25 20463 2660 0.06 0.05 17849 2320
3 2 0.5 0.3 17693 2477 0.06 0.05 15755 2206
4 2 0.6 0.3 15114 2267 0.06 0.05 14332 2150
6 2 0.8 0.3 12177 1948 0.07 0.05 14013 2242
8 2 1.2 0.4 9133 1644 0.08 0.06 11535 2076
10 2 1.5 0.5 7306 1315 0.08 0.06 9279 1670
12 2 1.8 0.6 6089 1218 0.08 0.07 6970 1394

Note: For 6mm tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing.

78 79



=
E
@
=
=
=
<
i
>
)
-3
o
®
=
®
o
0}
—
O
=]
®
0
n
o
=
o
~—
—
Y
=3
c

(Ww)walsAs a8y

PMS 2-flute square end tool

35°
HRC40 7

Square end tool for unhardened stainless steel. Suitable for
slotting, side milling, trochoidal milling, general machining
and part machining.

‘.\ m

e ———

Dc: 0 ~-0.02mm
Runout: 0.005mm

Ds: h5
unit: mm
Cutting Flute Effective . Overall
Part No. Dia. '}l&'tgf Length Length SSha[;t Dia. Length

Dc Lf Leff. L
PMS02-2-0.4-0.4-50 0.2 2 0.4 0.4 4 50
PMS03-2-0.6-0.6-50 0.3 2 0.6 0.6 4 50
PMS04-2-0.8-0.8-50 0.4 2 0.8 0.8 4 50
PMS05-2-1-1-50 0.5 2 1 1 4 50
PMS05-2-1-2-50 0.5 2 1 2 4 50
PMS05-2-1-3-50 0.5 2 1 3 4 50
PMS05-2-1-4-50 0.5 2 1 4 4 50
PMS06-2-1-1-50 0.6 2 1 1 4 50
PMS06-2-1-2-50 0.6 2 1 2 4 50
PMS06-2-1-3-50 0.6 2 1 3 4 50
PMS06-2-1-4-50 0.6 2 1 4 4 50
PMS08-2-2-2-50 0.8 2 2 2 4 50
PMS08-2-2-4-50 0.8 2 2 4 4 50
PMS08-2-2-6-50 0.8 2 2 6 4 50
PMS1-2-2-2-50 1 2 2 2 4 50
PMS1-2-2-4-50 1 2 2 4 4 50
PMS1-2-2-6-50 1 2 2 6 4 50
PMS1-2-2-8-50 1 2 2 8 4 50
PMS1.5-2-3-3-50 1.5 2 3 3 4 50
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Dc: 0 ~-0.02mm
Runout: 0.005mm

Ds: h5
unit: mm
Cutting Flute Effective . Overall
Part No. Dia. '}lﬁ"tgf Length Length SShaSsk Dia. Length
Dc Lf Leff. L
PMS1.5-2-3-6-50 1.5 2 3 6 4 50
PMS1.5-2-3-8-50 1.5 2 3 8 4 50
PMS1.5-2-3-10-50 1.5 2 3 10 4 50
PMS1.5-2-3-12-50 1.5 2 3 12 4 50
81
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PMS 4-flute square end tool

Vari

Square end tool for unhardened stainless steel. Suitable for
slotting, side milling, trochoidal milling, general machining
and part machining.

"*i

——

Dc: 0 ~-0.02mm
Runout: 0.005mm

Ds: h5
uunit: mm
Cutting Flute Effective . Overall
Part No. Dia. '}lﬁjtgf Length Length SSha[r;;( Dia. Length
Dc Lf Leff. L
PMS2-4-5-5-50 2 4 5 5 4 50
PMS2-4-5-8-50 2 4 5 8 4 50
PMS2-4-5-10-50 2 4 5 10 4 50
PMS2-4-5-12-50 2 4 5 12 4 50
PMS3-4-8-8-50 3 4 8 8 4 50
PMS3-4-8-10-50 3 4 8 10 4 50
PMS3-4-8-12-50 3 4 8 12 4 50
PMS3-4-8-16-50 3 4 8 16 4 50
PMS4-4-10-10-50 4 4 10 10 4 50
PMS6-4-15-15-50 6 4 15 15 6 50
PMS8-4-20-20-60 8 4 20 20 8 60
PMS10-4-25-25-75 10 4 25 25 10 75
PMS12-4-30-30-75 12 4 30 30 12 75
PMS16-4-40-40-115 16 4 40 40 16 115
PMS20-4-50-50-125 20 4 50 50 20 125
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PMC 4-flute corner radius tool
Corner radius tool for unhardened stainless steel. Suitable for .
HRC40 7

slotting, side milling, trochoidal milling, general maching and
part machining.

m

-

Dc: 0 ~-0.02mm
Runout: 0.005mm

Ds: h5
unit: mm
Part No. CUttiBg Dia. No. of flute Lzlr?gt;(tah E[Lencéi\r/]e CorneEFF;adius SharE)ksDia. EZﬁ;E
Lf Leff. 00 L
PMC2-4-5-5-50Ro00 2 4 5 5 0.2 4 50
PMC2-4-5-8-50Ro00 2 4 5 8 0.2 4 50
PMC2-4-5-10-50R00 2 4 5 10 0.2 4 50
PMC2-4-5-12-50R00 2 4 5 12 0.2 4 50
PMC3-4-8-8-50R00 3 4 8 8 0.2/0.3/0.5 4 50
PMC3-4-8-10-50R00 3 4 8 10 0.2/0.3/0.5 4 50
PMC3-4-8-12-50R00 3 4 8 12 0.2/0.3/0.5 4 50
PMC3-4-8-16-50R00 3 4 8 16 0.2/0.3/0.5 4 50
PMC4-4-10-10-50R00 4 4 10 10 0.2/0.3/0.5 4 50
PMC6-4-15-15-50R00 6 4 15 15 0.2/0.3/0.5 6 50
PMC8-4-20-20-60Ro0 8 4 20 20 0.2/0.5 8 60
PMC10-4-25-25-75Ro00 10 4 25 25 0.2/0.5/1 10 75
PMC12-4-30-30-75Ro0 12 4 30 30 0.2/0.5/1 12 75
PMC16-4-40-40-115Ro00 16 4 40 40 1 16 115
PMC20-4-50-50-125Ro00 20 4 50 50 1 20 125
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PMS/PMC cutting condition

Slotting, ap=1D

unit: mm

ho.of Stainless 304, 316L, 420

Tool Dia. zZ S F
0.2 2 39809 80
0.3 2 37155 149
0.4 2 36624 220
0.5 2 35032 350
0.6 2 31847 318
0.8 2 23885 287
1 2 20701 414
1.5 2 18047 541
2 4 13535 1083
3 4 9023 1083
4 4 6768 812
6 4 4246 510
8 4 3185 382
10 4 2548 408
12 4 2123 425
16 4 1592 510
20 4 1274 408
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Side Milling, ap=1.5D, ae=0.2D unit: mm
No. of )
flutes Stainless 304, 316L, 420
Tool Dia. zZ S F

0.2 2 39809 80

0.3 2 37155 149
0.4 2 36624 220
0.5 2 35032 350
0.6 2 31847 510
0.8 2 27866 557
1 2 25478 764
1.5 2 16985 544
2 4 13535 1083
3 4 9554 1146
4 4 7564 1210
6 4 5308 849
8 4 3981 796
10 4 3185 828
12 4 2654 743
16 4 1990 637
20 4 1592 637
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PMB 2-flute ball nose tool

Ball nose tool for unhardened stainless steel. Suitable for 3D 30°
geometry milling. HRC40 7
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Dc: 0 ~-0.02mm Dc: 0 ~-0.02mm
Runout: 0.0Tmm Runout: 0.01Tmm
Ds: hb Ds: h5
unit: mm
- unit: mm
Cutting Dia Flute Effective Shank Dia Overall -
Part No. Dg : No. of flute Length Length D ) Length Cutting Dia Flute Effective Shank Dia Overall
¢ Lf Leff. s L Part No. De No. of flute Length Length De Length
Lf Leff. L
PMB02-2-0.4-0.4-50 0.2 2 0.4 0.4 4 50
PMB1.5-2-3-8-50 1.5 2 3 8 4 50
PMBO03-2-0.6-0.6-50 0.3 2 0.6 0.6 4 50
PMB1.5-2-3-10-50 1.5 2 3 10 4 50
< PMBO04-2-0.8-0.8-50 0.4 2 0.8 0.8 4 50 <
g PMB1.5-2-3-12-50 1.5 2 3 12 4 50 g
o PMB05-2-1-1-50 0.5 2 1 1 4 50 o
én PMB2-2-4-4-50 2 2 4 4 4 50 }2
&) PMB05-2-1-2-50 0.5 2 1 2 4 50 08
"BD PMB2-2-4-8-50 2 2 4 8 4 50 g
'§ PMB05-2-1-3-50 0.5 2 1 3 4 50 ’§
3 PMB2-2-4-10-50 2 2 4 10 4 50 =
— PMB05-2-1-4-50 0.5 2 1 4 4 50 —
PMB2-2-4-12-50 2 2 4 12 4 50
PMB06-2-1-1-50 0.6 2 1 1 4 50
PMB3-2-6-6-50 3 2 6 6 4 50
PMB06-2-1-2-50 0.6 2 1 2 4 50
PMB3-2-6-10-50 3 2 6 10 4 50
PMB06-2-1-3-50 0.6 2 1 3 4 50
PMB3-2-6-12-50 3 2 6 12 4 50
PMB06-2-1-4-50 0.6 2 1 4 4 50
PMB3-2-6-16-50 3 2 6 16 4 50
PMB08-2-2-2-50 0.8 2 2 2 4 50
PMB4-2-8-8-50 4 2 8 8 4 50
PMB08-2-2-4-50 0.8 2 2 4 4 50
PMB6-2-12-12-50 6 2 12 12 6 50
PMB08-2-2-6-50 0.8 2 2 6 4 50
PMB8-2-16-16-60 8 2 16 16 8 60
PMB1-2-2-2-50 1 2 2 2 4 50
PMB10-2-20-20-75 10 2 20 20 10 75
PMB1-2-2-4-50 1 2 2 4 4 50
PMB12-2-24-24-75 12 2 24 24 12 75
PMB1-2-2-6-50 1 2 2 6 4 50
PMB1-2-2-8-50 1 2 2 8 4 50
PMB1.5-2-3-3-50 1.5 2 3 3 4 50
PMB1.5-2-3-6-50 1.5 2 3 6 4 50
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PMB Cutting condition
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unit: mm
Tool No. of Roughing Finishing
Dia. flute ae ap S F ae ap S F
0.2 2 0.02 0.02 41932 126 0.008 0.008 42052 126
0.3 2 0.025 0.03 40694 163 0.01 0.01 41397 166
5 5
= 0.4 2 0.03 0.03 37785 378 0.025 0.02 38358 384 =
= =
@ 0.5 2 0.05 0.05 35032 701 0.03 0.025 26302 526 &
(%3] (2]
g 0.6 2 0.05 0.06 28309 849 0.04 0.035 24912 747 g
3 3
= 0.8 2 0.07 0.08 25212 1008 0.05 0.04 21005 840 3
1 2 0.2 0.1 23885 2150 0.05 0.05 20457 1637
1.5 2 0.25 0.15 21231 2123 0.05 0.05 18333 1467
2 2 0.3 0.25 20463 2046 0.06 0.05 17849 1785
3 2 0.5 0.3 17693 1946 0.06 0.05 15755 1576
4 2 0.6 0.3 15114 1814 0.06 0.05 14332 1433
6 2 0.8 0.3 12177 1461 0.07 0.05 14013 1541
8 2 1.2 0.4 9133 1370 0.08 0.06 11535 1384
10 2 1.5 0.5 7306 1169 0.08 0.06 9279 1299
12 2 1.8 0.6 6089 1096 0.08 0.07 6970 976

Note: For 1/4" tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing.
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HFM High feed tool HFM cutting condition
high feed tools, small cutting depth, high feed, high ae%, for . ‘

non-steep geometry, hardened steel mold roughing HRC62

I =
S g
d )
E n)
] o
3. :
=1 =
. Q

Dc: 0 ~-0.025mm
Runout: 0.0Tmm

Ds: h5
unit: mm unit: mm
Cutting No. of Flute Effective cAM  Shank Overall  Recommended Steel HRC30-40 Steel HRC40-50 Steel HRC50-60
Part No. Tool Type Dia. Flute Length Length R Dia. Length Stock leave for No. of
Dc Lf Leff. Ds L finishing Tool Dia. ﬂgi:s ae ap Vc=180m/min. Ve=150m/min. Ve=130m/min.
HFM1.5-2-1-xx-50  High Feed 2 2 1 4/6/8/10 0.21 4 50 0.08 S e t S E t S F t
HFM2-2-1-xx- High F 2 2 1 10/12 2 4 1
xx-50 igh Feed s/8/1o/ 0.28 50 0 2 2 45-75%  0.08 28662 4013 007 23885 3344 007 20701 2898 0.07
S HFM3-2-2-xx-50 High Feed 3 2 2 8/10/12/15 0.42 4 50 0.1 S
2 3 2 45-75% 0.1 19108 3822 0.1 15924 3185 0.1 13800 2760 0.1 &
= HFM4-2-2-xx-50 High Feed 4 2 2 10/12/14/16/20 0.57 4 50 0.12 =
%) : 4 2 45-75%  0.12 14331 3439 0.12 11943 2866 0.12 10350 2484 0.12 )
B HFM6-4-4-xx-50 High Feed 6 4 4 15/20/25 0.85 4 50 0.15 B
@ o
S HFMé-4-4-25-75  High Feed 6 4 4 25 0.85 6 75 0.15 6 4 45-75%  0.15 9554 5732 0.15 7962 4777 0.15 6900 4140 0.15 g
g HFM8-4-4-30-75  High Feed 8 4 4 30 113 8 75 0.2 8 4 45-75%  0.18 7166 4873 0.17 5971 4060 0.17 5175 3519 0.17 g
HFM10-4-4-35-75  High Feed 10 4 4 35 1.42 10 75 0.25 10 4 45-75% 0.2 5732 4586 0.2 4777 3822 0.2 4140 3312 0.2
HFM10-4-4-35-100  High Feed 10 4 4 35 1.42 10 100 0.25
'h Fee 12 4 45-75%  0.25 4777 4777 0.25 3981 3981 0.25 3450 3450 0.25
HFM12-4-4-40-75  High Feed 12 4 4 40 1.7 12 75 0.35
HFM12-4-4-40-100  High Feed 12 4 4 40 1.7 12 100 0.35
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Square end tool for hardened steel milling, HRC50-62.
. . - . - HRC
Suitable for side milling, trochoidal milling. 50~62
K

Dc: 0 ~-0.02mm
Runout: 0.005mm

Ds: h5
unit: mm
Part No. Cuttigg Dia. No. of flute Flutell:fength CornerRRadius ShaBkSDia. OverallLLength
HPS1-4-2-2-50 1 4 2 2 4 50
HPS1-4-2-4-50 1 4 2 4 4 50
HPS1-4-2-6-50 1 4 2 6 4 50
HPS1-4-2-8-50 1 4 2 8 4 50
HPS1.5-4-3-3-50 1.5 4 3 3 4 50
HPS1.5-4-3-6-50 1.5 4 3 6 4 50
HPS1.5-4-3-8-50 1.5 4 3 8 4 50
HPS1.5-4-3-10-50 1.5 4 3 10 4 50
HPS1.5-4-3-12-50 1.5 4 3 12 4 50
HPS2-4-5-5-50 2 4 5 5 4 50
HPS2-4-5-8-50 2 4 5 8 4 50
HPS2-4-5-10-50 2 4 5 10 4 50
HPS2-4-5-12-50 2 4 5 12 4 50
HPS3-4-8-8-50 3 4 8 8 4 50
HPS3-4-8-10-50 3 4 8 10 4 50
HPS3-4-8-12-50 3 4 8 12 4 50
HPS3-4-8-16-50 3 4 8 16 4 50
HPS4-4-10-10-50 4 4 10 10 4 50
HPS6-4-15-15-50 6 4 15 15 6 50
HPS8-4-20-20-60 8 4 20 20 8 60
HPS10-4-22-22-75 10 4 22 22 10 75
HPS12-4-26-26-75 12 4 26 26 12 75
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HPC Hard milling corner radius tool

HRC
50~62
sk

Corner radius tool for hardened steel milling, HRC50-62.
Suitable for side milling, trochoidal milling.

Dc: 0 ~-0.02mm
CR:+/-0.01mm
Runout: 0.0Tmm
Ds: h5

unit: mm

Corner Radius

Part No. Cuttigg Dia. No. of flute Flute II__fength Eff.ll_eef?gth 25 ShaBkSDia. OverallLLength
HPC1-4-2-2-50Ro00 1 4 2 2 0.1/0.2 4 50
HPC1-4-2-4-50Ro00 1 4 2 4 0.1/0.2 4 50
HPC1-4-2-6-50R00 1 4 2 6 0.1/0.2 4 50
HPC1-4-2-8-50Ro00 1 4 2 8 0.1/0.2 4 50
HPC1.5-4-3-3-50R00 1.5 4 3 3 0.1/0.2 4 50
HPC1.5-4-3-6-50R00 1.5 4 3 6 0.1/0.2 4 50
HPC1.5-4-3-8-50R00 1.5 4 3 8 0.1/0.2 4 50
HPC1.5-4-3-10-50Ro00 1.5 4 3 10 0.1/0.2 4 50
HPC1.5-4-3-12-50R00 1.5 4 3 12 0.1/0.2 4 50
HPC2-4-5-5-50R00 2 4 5 5 0.2 4 50
HPC2-4-5-8-50Ro00 2 4 5 8 0.2 4 50
HPC2-4-5-10-50R00 2 4 5 10 0.2 4 50
HPC2-4-5-12-50R00 2 4 5 12 0.2 4 50
HPC3-4-8-8-50Ro00 3 4 8 8 0.2/0.3/0.5 4 50
HPC3-4-8-10-50R00 3 4 8 10 0.2/0.3/0.5 4 50
HPC3-4-8-12-50R00 3 4 8 12 0.2/0.3/0.5 4 50
HPC3-4-8-16-50R00 3 4 8 16 0.2/0.3/0.5 4 50
HPC4-4-10-10-50Ro00 4 4 10 10 0.2/0.3/0.5 4 50
HPC6-4-15-15-50R00 6 4 15 15 0.2/0.3/0.5/1 6 50
HPC8-4-20-20-60Roo 8 4 20 20 0.2/0.5 8 60
HPC10-4-22-22-75Ro00 10 4 22 22 0.2/0.5/1 10 75
HPC12-4-26-26-75Ro00 12 4 26 26 0.2/0.5/1 12 75
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HPS/HPC Cutting Condition

unit: mm
No. of Pre-hardened Steel HRC50-62
Tool Dia. flutes

ae ap fz S F
1 4 0.02 1 0.006 25478 611
1.5 4 0.03 1.5 0.01 16985 679
2 4 0.05 2 0.015 12739 764
3 4 0.08 3 0.03 8493 1019
4 4 0.1 6 0.04 6369 1019
6 4 0.2 9 0.06 4246 1019
8 4 0.4 12 0.075 3185 955
10 4 0.5 15 0.08 2548 815
12 4 0.6 18 0.09 2123 764
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HDB Hard milling ball nose tool

HRC58 .
Tapered

High precision ball nose tools for hardened steel milling.
Designed for high precision die and mold finishing.
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Dc<Ds, R: +0.005 ~ -0.005mm Dc<Ds, R: +0.005 ~ -0.005mm
Dc=Ds, R: -0.002 ~ -0.009mm Dc=Ds, R: -0.002 ~ -0.009mm
R profile line form: +/-0.003mm R profile line form: +/-0.003mm
Runout: 0.005mm Runout: 0.005mm
Eff. Length Leff: +0.005 ~ +0.015mm Eff. Length Leff: +0.005 ~ +0.015mm
Ds: h5 Ds: h5
unit: mm unit: mm
Cutting No. of Flute Effective Shank Overall Cutting No. of Flute Effective Shank Overall
Part No. Dia. Flultes Length Length Leff Dia. Length Part No. Dia. Flu.tes Length Length Leff Dia. Length
Dc Lf XX Ds L Dc Lf XX Ds L
HDBO02xx-50/4S 0.2 2 0.2 0.2/0.5/1/1.5/2/2.5/3/3.5/4 4 50 HDB40xx-50/6S 4.0 2 3 3/7/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 6 50
HDBO03xx-50/4S 0.3 2 0.2 0.2/0.5/1/1.5/2/2.5/3/3.5/4/4.5/5 4 50 HDB40xx-75/6S 4.0 2 3 3/7/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 6 75
‘% HDBO04xx-50/4S 0.4 2 0.3 0.3/1/1.5/2/2.5/3/3.5/4/4.5/5/5.5/6 4 50 HDB40xx-100/6S 4.0 2 3 3/7/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 6 100 §
E' HDBO05xx-50/4S 0.5 2 0.4 0.4/1/1.5/2/2.5/3/3.5/4/4.5/5/5.5/6/6.5/7/7.5/8 4 50 HDB50xx-50/6S 5.0 2 3.5  3.5/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 6 50 2
(%2} (2]
B HDBO06xx-50/4S 0.6 2 0.5 0.5/1.5/2/2.5/3/3.5/4/4.5/5/5.5/6/6.5/7/7.5/8/8.5/9 4 50 HDB60xx-50/6S 6.0 2 4 4/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 6 50 B
o @
3 HDBO08xx-50/4S 0.8 2 0.6 0.6/2/3/4/5/6/7/8/9/10 4 50 HDB60xx-75/6S 6.0 2 4 4/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 6 75 3
g HDB10xx-50/4S 1.0 2 0.8 0.8/2/3/4/5/6/7/8/9/10/11/12/13/14/15/16 4 50 HDB60xx-100/6S 6.0 2 4 4/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 6 100 g
HDB12xx-50/4S 1.2 2 1 1/2/3/4/5/6/7/8/9/10/11/12/13/14/15/16 4 50 HDB80xx-60/8S 8.0 2 7 7/16/18/20/22/24/26/28/30/32/34/36/38/40 8 60
HDB14xx-50/4S 1.4 2 1.2 1.2/2/3/4/5/6/7/8/9/10/11/12/13/14/15/16 4 50 HDB100xx-100/10S  10.0 2 8 8/20/22/24/26/28/30/32/34/36/38/40/42/44/46/48/50/52/54/56/58/60 10 100
HDB15xx-50/4S 1.5 2 1.3 1.3/3/4/5/6/7/8/9/10/11/12/13/14/15/16 4 50 HDB120xx-100/12S  12.0 2 10 10/24/26/28/30/32/34/36/38/40/42/44/46/48/50/52/54/56/58/60 12 100
HDB16xx-50/4S 1.6 2 1.4 1.4/3/4/5/6/7/8/9/10/11/12/13/14/15/16/17/18 4 50
HDB18xx-50/4S 1.8 2 1.6 1.6/4/5/6/7/8/9/10/11/12/13/14/15/16/17/18/19/20 4 50
Order example: HDB02005-50/4S
HDB20xx-50/4S 2.0 2 1.7 1.7/4/5/6/7/8/9/10/11/12/13/14/15/16/17/18/19/20 4 50 HDB: hard milling, 2 flute, ball nose
02: cutting diameter 0.2mm
HDB20xx-50/6S 2.0 2 1.7 1.7/415/6/7/8/9/10/11/12/13/14/15/16/17/18/19/20 6 50 005: efffective length 0.5mm
50: overall length 50mm
HDB20xx-75/6S 2.0 2 1.7 1.7/415/6/7/8/9/10/11/12/13/14/15/16/17/18/19/20 6 75 4S: shank diameter 4mm
HDB20xx-100/6S 2.0 2 1.7 1.7/4/5/6/7/8/9/10/11/12/13/14/15/16/17/18/19/20 6 100
HDB25xx-50/4S 2.5 2 2 2/5/6/7/8/9/10/11/12/13/14/15/16/17/18/19/20 4 50 Order example: HDB2012-75/6S
HDB: hard milling, 2 flute, ball nose
HDB30xx-50/4S 3.0 2 2.5 2.5/5/6/7/8/9/10/11/12/13/14/15/16/18/20 4 50 20: cutting diameter 2mm
12: effective length 12mm
HDB30xx-50/6S 3.0 2 2.5 2.5/5/6/7/8/9/10/11/12/13/14/15/16/18/20 6 50 75: overall length 75mm
6S: shank diameter 6mm
HDB30xx-75/6S 3.0 2 2.5 2.5/5/6/7/8/9/10/11/12/13/14/15/16/18/20 6 75
HDB30xx-100/6S 3.0 2 2.5 2.5/5/6/7/8/9/10/11/12/13/14/15/16/18/20 6 100
HDB35xx-50/4S 3.5 2 3 3/6/7/8/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 4 50
HDB40xx-50/4S 4.0 2 3 3/7/18/9/10/11/12/13/14/15/16/18/20/22/24/26/28/30 4 50
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HDB cutting condition

I I
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3. 3
=1 =1
Q Q

unit: mm unit: mm
Pre-hardened steel HRC48-55 Pre-hardened steel HRC48-55
Tool No. of Roughing Finishing Tool No. of Roughing Finishing
Dia. flute Dia. flute
ae ap S F stepover ?itrsigt(\ifr?gr S F ae ap S F stepover Sﬂtg::skhlfg; S F
= 0.2 2 0.030 0.015 41715 125 0.020 0.010 41844 209 5 2 0.450 0.250 16074 2572 0.050 0.050 18564 2413 -
%_ 0.3 2 0.035 0.015 40184 321 0.030 0.010 41397 331 6 2 0.500 0.300 14612 2338 0.060 0.050 17517 2452 g"_
~L<u’: 0.4 2 0.050 0.030 37785 453 0.030 0.020 38358 460 8 2 0.650 0.400 10959 2192 0.070 0.070 13892 2501 %:
fBi 0.5 2 0.060 0.028 34923 559 0.035 0.025 37992 570 10 2 0.850 0.500 8767 2104 0.080 0.100 10402 2080 g
;, 0.6 2 0.080 0.040 29790 834 0.035 0.030 35313 706 12 2 1.100 0.500 7969 1912 0.100 0.100 9488 1898 3_,
0.8 2 0.080 0.060 24182 967 0.035 0.030 26192 1048 Note: For 6mm tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing.
1 2 0.100 0.090 22257 1558 0.035 0.040 24378 1706
1.2 2 0.100 0.100 21125 1901 0.040 0.040 23655 1656
1.4 2 0.180 0.120 20721 2072 0.050 0.050 22064 1545
1.5 2 0.200 0.120 20348 2035 0.050 0.050 21881 1751
1.6 2 0.250 0.150 19120 1912 0.050 0.050 21736 1739
1.8 2 0.300 0.180 18577 2229 0.050 0.050 20456 1841
2 2 0.300 0.200 18047 2166 0.050 0.050 19379 1938
2.5 2 0.300 0.200 17609 2465 0.050 0.050 19108 1911
3 2 0.350 0.220 17307 2596 0.050 0.050 19072 2289
3.5 2 0.400 0.250 16959 2544 0.050 0.050 18403 2208
4 2 0.400 0.250 16446 2631 0.050 0.050 18632 2236
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HDB cutting condition
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unit: mm unit: mm
Pre-hardened steel HRC56-62 Pre-hardened steel HRC56-62
Tool No. of Roughing Finishing Tool No. of Roughing Finishing
Dia. flute Dia. flute
ae ap S F stepover ?itrsiglfmifr?gr S F ae ap S F stepover ?itr?igl?\ifr?gr S F
= 0.2 2 0.020 0.012 36878 111 0.010 0.010 36706 147 5 2 0.400 0.220 11646 1863 0.050 0.050 12803 1536 =z
%_ 0.3 2 0.030 0.012 32504 260 0.020 0.010 32526 195 6 2 0.400 0.250 9961 1594 0.060 0.050 11970 1436 %,
ég 0.4 2 0.040 0.025 29602 355 0.020 0.020 29225 292 8 2 0.500 0.280 8123 1625 0.070 0.070 10259 1539 é?
Ei 0.5 2 0.050 0.028 26542 425 0.030 0.025 26302 368 10 2 0.700 0.300 7001 1680 0.080 0.100 9602 1728 gi
;, 0.6 2 0.060 0.040 23407 655 0.030 0.030 21919 351 12 2 0.800 0.320 6177 1483 0.100 0.100 8758 1752 g
0.8 2 0.070 0.060 22671 907 0.032 0.030 19906 717 Note: For 6mm tool above, when cutting steep geometry, use 70% S and F of abvoe condition for finishing.
1 2 0.080 0.090 18362 1285 0.035 0.040 19096 1146
1.2 2 0.100 0.090 17633 1587 0.040 0.040 18481 1109
1.4 2 0.150 0.100 16782 1678 0.050 0.050 17161 1098
1.5 2 0.180 0.100 16172 1617 0.050 0.050 16559 1159
1.6 2 0.200 0.120 15870 1587 0.050 0.050 16302 1141
1.8 2 0.200 0.150 15364 1844 0.050 0.050 16149 1292
2 2 0.200 0.170 15131 1816 0.050 0.050 15809 1265
2.5 2 0.200 0.200 14791 2071 0.050 0.050 15469 1237
3 2 0.250 0.200 14257 2139 0.050 0.050 14926 1493
3.5 2 0.250 0.200 13720 2058 0.050 0.050 14186 1419
4 2 0.300 0.200 13699 2192 0.050 0.050 13974 1397
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HDC Hard milling corner radius

2-flute tool
o

High precision corner radius tool for hardened steel milling. e
Designed for die and mold finishing. ‘
Good for steep wall finishing, not suitable for side milling.

Tapered

Dc: 0 ~-0.01Tmm
B R: +/-0.005mm
-~ R profile line form: +/-0.003mm

Runout: 0.005mm
Eff. Length Leff: +0.05 ~ +0.15mm

HQC Hard milling corner radius

4-flute tool
e

Designed for die and mold finishing. i
Good for steep wall finishing, not suitable for side milling. ‘

Tapered

High precision corner radius tool for hardened steel milling.

Dc<Ds, Dc: 0 ~-0.0Tmm
Dc=Ds, Dc: -0.005 ~ -0.015mm
s R: +/-0.005mm

R profile line form: +/-0.003mm
Runout: 0.005mm
Eff. Length Leff: +0.05 ~ +0.15mm

Ds: h5
unit: mm
Dot No. CLlj:)tit;r.]g ,’:\Ilo' of LI;l:gtteh Effectil\_/gflf_ength Corneé’l{adius Shank Overall
Dec utes Lf x 00 Dia. Length
HDCO02xxRo0-50/4S 0.2 2 0.1 0.1/0.5/1/1.5/2/2.5/3/3.5/4 0.02/0.05 4 50
HDCO03xxRo0-50/4S 0.3 2 0.1 0.1/0.5/1/1.5/2/2.5/3/3.5/4/4.5/5 0.02/0.05 4 50
HDCO04xxRo0-50/4S 0.4 2 0.2 0.2/1/1.5/2/2.5/3/3.5/4/4.5/5/5.5/6 0.02/0.05 4 50
HDCO05xxRo00-50/4S 0.5 2 0.2 0.2/1/1.5/2/2.5/3/3.5/4/4.5/5/5.5/6/6.5/7/7.5/8 0.02/0.05 4 50
HDC06xxRo0-50/4S 0.6 2 0.3 0.3/1.5/2/2.5/3/3.5/4/4.5/5/5.5/6/6.5/7/7.5/8/8.5/9 0.02/0.05 4 50
HDC08xxRo0-50/4S 0.8 2 0.4 0.4/2/3/4/5/6/7/8/9/10 0.05/0.1 4 50
HDC10xxRo0-50/4S 1.0 2 0.5 0.5/2/3/4/5/6/7/8/9/10/11/12/13/14/15/16 0.05/0.1/0.2 4 50
HDC12xxRo0-50/4S 1.2 2 0.6 0.6/2/3/4/5/6/7/8/9/10/11/12/13/14/15/16 0.1/0.2 4 50
HDC14xxRo0-50/4S 1.4 2 0.7 0.7/3/4/5/6/7/8/9/10/11/12/13/14/15/16 0.1/0.2 4 50
HDC15xxR00-50/4S 1.5 2 0.8 0.8/3/4/5/6/7/8/9/10/11/12/13/14/15/16 0.1/0.2/0.3 4 50
HDC16xxRo0-50/4S 1.6 2 1 1/3/4/5/6/7/8/9/10/11/12/13/14/15/16/17/18 0.1/0.2/0.3 4 50
HDC18xxRo0-50/4S 1.8 2 1.2 1.2/3/4/5/6/7/8/9/10/11/12/13/14/15/16/17/18/19/20  0.1/0.2/0.3 4 50

Order example: HDC1506R0.1-50/4S

HDC: hard milling, 2 flute, corner radius
15: cutting diameter 1.5mm

06: effective length 6mm

RO.1: corner radius 0.1Tmm

50: overall length 50mm

4S: shank diameter 4mm

102

Ds: h5
unit: mm
Cutting Flute Effective Corner Radius Shank
Part No. Dia. P Length Length Leff CR Dia. Pveral
Dc Lf XX 00 Ds 9
HQC20xxRoo-50/4S 2.0 4 1 1/4/5/6/7/8/9/10/11/12/13/14/15/16/18/20 0.1/0.2/0.3/0.5 4 50
HQC25xxR00-50/4S 25 4 15 ).256/4/5/6/7/8/9/10/11/12/13/14/1 5/16/18/20/22/24 0.1/0.2/0.3/0.5 4 50
HQC30xXR00-50/45 3.0 4 19 l./‘?2/85l/360/7/8/9/10/11/12/13/14/15/16/18/20/22/24/2 0.1/0.2/0.3/0.5 4 50
HQC35xxR00-50/4S 35 4 2 %%({;}/7/8/9/10/11/12/13/14/1 5/16/18/20/22/24/26/ 0.1/0.2/0.3/0.5 4 50
HQC40xxR00-50/4S 40 4 23 5.83//3657/8/9/10/11/12/13/14/15/16/18/20/22/24/26/ 0.1/0.2/0.3/0.5 4 50
HQC50xxR00-50/65 50 4 28 5.88//360/7/8/9/10/11/12/13/14/1 5/16/18/20/22/24/26/ 0.1/0.2/0.3/0.5 6 50
HQC60xxR00-50/65 6.0 4 36 g;//360/7/8/9/10/11/12/13/14/15/16/18/20/22/24/26/ 0.1/0.2/0.3/0.5 6 50
Order example: HQC6015R0.5-50/6S
HQC: hard milling, 4 flute, corner radius
60: cutting diameter 6mm
15: effective length 15mm
R0O.5: corner radius RO.5mm
50: overall length 50mm
6S: shank diameter 6mm
103
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HDC/HQC cutting condition

unit: mm
Pre-hardened steel HRC48-55
Tool No. of Roughing Finishing 3D geometry
Dia. flute
ae ap S F stepover ?itr?ics?if:g; S F
0.2 2 0.030 0.015 41879 126 0.020 0.010 41879 126
0.3 2 0.040 0.015 39278 314 0.030 0.010 39278 314
0.4 2 0.050 0.030 37420 449 0.030 0.020 37420 449
0.5 2 0.060 0.028 34395 550 0.035 0.025 34395 550
0.6 2 0.100 0.040 30786 862 0.035 0.030 30786 862
0.8 2 0.120 0.060 24682 987 0.035 0.030 24682 987
1 2 0.150 0.090 22930 1605 0.035 0.040 22930 1605
1.2 2 0.170 0.100 21231 1911 0.040 0.040 21231 1911
1.4 2 0.200 0.120 19336 1934 0.050 0.050 19336 1934
1.5 2 0.200 0.120 19108 1911 0.050 0.050 19108 1911
1.6 2 0.250 0.150 17914 1791 0.050 0.050 17914 1791
1.8 2 0.350 0.180 15924 1911 0.050 0.050 15924 1911
2 4 0.400 0.200 15127 3631 0.050 0.050 15924 3822
2.5 4 0.450 0.200 14013 3924 0.050 0.050 15287 3669
3 4 0.600 0.220 12739 3822 0.050 0.050 13800 3312
3.5 4 0.650 0.250 10919 3276 0.050 0.050 11829 2839
4 4 0.900 0.250 9554 3057 0.050 0.050 10350 2484
5 4 1.100 0.250 7643 2446 0.050 0.050 8917 2140

104

unit: mm
Pre-hardened steel HRC48-55
Tool No. of Roughing Finishing 3D geometry
Dia. flute
ae ap S F stepover ?itr?i;ﬁifr?g S F
6 4 1.200 0.300 6369 2038 0.060 0.050 7431 1783
8 4 1.600 0.400 4777 1911 0.065 0.070 5772 1501
10 4 2.000 0.500 3822 1834 0.070 0.100 4618 1293
12 4 2.400 0.500 3185 1529 0.080 0.100 3981 1115
105
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HDC/HQC cutting condition

unit: mm
Pre-hardened steel HRC56-62
Tool No. of Roughing Finishing 3D geometry
Dia. flute
ae ap S F stepover ?it:i(;l;if:g S F
0.2 2 0.030 0.015 36624 110 0.020 0.010 36624 110
0.3 2 0.040 0.015 30786 246 0.030 0.010 30786 246
0.4 2 0.050 0.030 28662 344 0.030 0.020 28662 344
0.5 2 0.060 0.028 22930 367 0.035 0.025 22930 367
0.6 2 0.100 0.040 21231 594 0.035 0.030 21231 594
0.8 2 0.120 0.060 20303 812 0.035 0.030 20303 812
1 2 0.150 0.090 17834 1248 0.035 0.040 20064 1404
1.2 2 0.170 0.100 15393 1385 0.040 0.040 16985 1529
1.4 2 0.200 0.120 14786 1479 0.050 0.050 16379 1638
1.5 2 0.200 0.120 14862 1486 0.050 0.050 16136 1614
1.6 2 0.250 0.150 13933 1393 0.050 0.050 15924 1592
1.8 2 0.350 0.180 12385 1486 0.050 0.050 14154 1699
2 4 0.400 0.200 11146 2675 0.050 0.050 12739 3057
2.5 4 0.450 0.200 9554 2675 0.050 0.050 10191 2446
3 4 0.600 0.220 8493 2548 0.050 0.050 9023 2166
3.5 4 0.650 0.250 7734 2320 0.050 0.050 8189 1965
4 4 0.900 0.250 7166 2293 0.050 0.050 7564 1815
5 4 1.100 0.250 5732 1834 0.050 0.050 6051 1452

106

unit: mm
Pre-hardened steel HRC56-62
Tool No. of Roughing Finishing 3D geometry
Dia. flute
ae ap S F stepover ?itr?icsﬁifr?gr S F
6 4 1.200 0.300 5308 1699 0.060 0.050 5839 1401
8 4 1.600 0.400 3981 1592 0.065 0.070 4379 1139
10 4 2.000 0.500 3185 1529 0.070 0.100 3822 1070
12 4 2.400 0.500 2654 1274 0.080 0.100 3185 892
107
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Tapered hard milling tools

Leff

2xDc

e RS ARSI DO 0D AL W

R4

order example

HDBE2020-TB-50

Hard milling tapered ball nose tool

20: Cutting diameter 2mm

20: effective length(Leff) tapered 20mm

T: tapered

0: tapered angle 0.5, 1, 1.5, 2, 2.5, 3(tolerance: £0.2°)

50: overall length 50mm

108

DMR diamond coated tools

Metric size, for graphite roughing process

e

Dc: 0 ~-0.06mm
Runout: 0.0Tmm
Leff.: +0.05~+0.015mm

Ds: h5
unit: mm
Cutting Dia. Flute Length  Effective Length Shank Dia. Overall Length

Part No. De No. of flute Lf Leff. Ds L
DMR6-2-18-23-60 6 multiple 18 23 6 60
DMRé6-2-18-23-100 6 multiple 18 23 6 100
DMR8-2-24-35-100 8 multiple 24 35 8 100
DMR10-2-25-35-100 10 multiple 25 35 10 100
DMR12-2-30-40-100 12 multiple 30 40 12 100
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DMS 2-flute diamond coated tools

2-flute, square end, metric size, for graphite machining
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Dc: 0 ~-0.02mm
Runout: 0.0Tmm
Leff.: +0.05~+0.15mm

Ds: h5
unit: mm unit: mm
Part No. CuttiBg Dia. No. of flute Flute II__fength Effectt/:ffltength SharL])kS Dia. OverallLLength Part No. CuttiBg Dia. No. of flute Flute II__fength Effectili/:ffltength Shar|13kS Dia. OverallLLength

DMS02-2-0.4-0.4-40 0.2 2 0.4 0.4 3 40 DMS1-2-2-12-50 1 2 2 12 3 50 *

DMS03-2-0.5-0.5-40 0.3 2 0.5 0.5 3 40 DMS1-2-2-14-50 1 2 2 14 3 50 *
E DMS04-2-1-1-40 0.4 2 1 1 3 40 DMS1-2-2-16-50 1 2 2 16 3 50 =
& DMS04-2-1-2-40 0.4 2 1 2 3 40 DMS1-2-2-20-50 1 2 2 20 3 50 &
%: DMS04-2-1-3-40 0.4 2 1 3 3 40 DMS1-2-2-25-50 1 2 2 25 3 50 * %:
g DMS04-2-1-4-40 0.4 2 1 4 3 40 DMS1.2-2-2-2-50 1.2 2 2 2 3 50 g;
g DMS05-2-1-1-40 0.5 2 1 1 3 40 DMS1.2-2-2-6-50 1.2 2 2 6 3 50 g

DMS05-2-1-4-40 0.5 2 1 4 3 40 DMS1.2-2-2-8-50 1.2 2 2 8 3 50 * -

DMS05-2-1-7-40 0.5 2 1 7 3 40 DMS1.2-2-2-10-50 1.2 2 2 10 3 50

DMS05-2-1-10-40 0.5 2 1 10 3 40 DMS1.2-2-2-12-50 1.2 2 2 12 3 50 *

DMS06-2-1-1-40 0.6 2 1 1 3 40 DMS1.2-2-2-14-50 1.2 2 2 14 3 50 *

DMS06-2-1-5-40 0.6 2 1 5 3 40 DMS1.2-2-2-16-50 1.2 2 2 16 3 50

DMS06-2-1-8-40 0.6 2 1 8 3 40 DMS1.2-2-2-20-50 1.2 2 2 20 3 50

DMS06-2-1-12-40 0.6 2 1 12 3 40 DMS1.2-2-2-25-50 1.2 2 2 25 3 50 *

DMS08-2-2-2-40 0.8 2 2 2 3 40 DMS1.5-2-3-6-50 1.5 2 3 6 3 50

DMS08-2-2-7-40 0.8 2 2 7 3 40 DMS1.5-2-3-8-50 1.5 2 3 8 3 50 *

DMS08-2-2-10-40 0.8 2 2 10 3 40 DMS1.5-2-3-10-50 1.5 2 3 10 3 50

DMS(08-2-2-15-40 0.8 2 2 15 3 40 DMS1.5-2-3-12-50 1.5 2 3 12 3 50 *

DMS1-2-2-2-50 1 2 2 2 3 50 DMS1.5-2-3-14-50 1.5 2 3 14 3 50 *

DMS1-2-2-6-50 1 2 2 6 3 50 DMS1.5-2-3-16-50 1.5 2 3 16 3 50

DMS1-2-2-8-50 1 2 2 8 3 50 * DMS1.5-2-3-20-50 1.5 2 3 20 3 50

DMS1-2-2-10-50 1 2 2 10 3 50 DMS1.5-2-3-25-50 1.5 2 3 25 3 50 *
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unit: mm
Cutting Dia. Flute Length  Effective Length Shank Dia. Overall Length

Part No. Dec No. of flute Lf Leff. Ds L

DMS2-2-6-6-50 2 2 6 6 3 50

DMS2-2-6-10-50 2 2 6 10 3 50
‘E DMS2-2-6-12-50 2 2 6 12 3 50 . %
= DMS2-2-6-14-50 2 2 6 14 3 50 : =
£ <
& DMS2-2-6-16-50 2 2 6 16 3 50 &
o (0]
3 DMS2-2-6-20-50 2 2 6 20 3 50 3
E) P . 3
\3_, DMS2-2-6-25-50 2 2 6 25 3 50 ?,

DMS3-2-9-15-75 3 2 9 15 3 75

*: modified from shorter effective length
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DMS 4-flute diamond coated tools DMB 2-flute diamond coated tools

4-flute, square end, metric size, for graphite machining 2-flute, ball nose, metric size, for graphite machining
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Dc: 0 ~-0.02mm Dc: 0 ~-0.02mm
Runout: 0.0Tmm Runout: 0.0Tmm
Leff.: +0.05~+0.15mm Leff.: +0.05~+0.15mm
Ds: h5 Ds: h5
unit: mm unit: mm
= Cutting Dia. Flute Length  Effective Length Shank Dia. Overall Length Cutting Dia. Cutting Flute Length Effective Shank Dia. Overall
art No. De No. of flute Lf Leff. Ds L Part No. De Radeus No. of flute L LEngft.h Ds LenLgth
DMS2-4-6-6-50 2 4 6 6 3 50 DMB02-2-0.4-0.4-40 0.2 0.1 2 0.4 0.4 3 40
DMS2-4-6-10-50 2 4 6 10 3 50 DMB03-2-0.5-0.5-40 0.3 0.15 2 0.5 0.5 3 40
% DMS2-4-6-12-50 2 4 6 12 3 50 . DMB04-2-1-1-40 0.4 0.2 2 1 1 3 40 %
r-_;' DMS2-4-6-14-50 2 4 6 14 3 50 * DMBO04-2-1-2-40 0.4 0.2 2 1 2 3 40 g
%: DMS2-4-6-16-50 2 4 6 16 3 50 DMBO04-2-1-3-40 0.4 0.2 2 1 3 3 40 %:
fBi DMS2-4-6-20-50 2 4 6 20 3 50 DMBO04-2-1-4-40 0.4 0.2 2 1 4 3 40 g;
g DMS2-4-6-25-50 2 4 6 25 3 50 * DMB05-2-1-1-40 0.5 0.25 2 1 1 3 40 g
DMS3-4-9-15-75 3 4 9 15 3 75 DMBO05-2-1-4-40 0.5 0.25 2 1 4 3 40
DMS4-4-15-20-75 4 4 15 20 4 75 DMB05-2-1-7-40 0.5 0.25 2 1 7 3 40
DMS4-4-15-20-100 4 4 15 20 4 100 DMB05-2-1-10-40 0.5 0.25 2 1 10 3 40
DMS6-4-20-25-60 6 4 20 25 6 60 DMB06-2-1-1-40 0.6 0.3 2 1 1 3 40
DMS6-4-20-25-100 6 4 20 25 6 100 DMBO06-2-1-5-40 0.6 0.3 2 1 5 3 40
DMS6-4-20-25-150 6 4 20 25 6 150 DMBO06-2-1-8-40 0.6 0.3 2 1 8 3 40
DMS8-4-25-35-100 8 4 25 35 8 100 DMB06-2-1-12-40 0.6 0.3 2 1 12 3 40
DMS8-4-25-35-150 8 4 25 35 8 150 DMBO08-2-2-2-40 0.8 0.4 2 2 2 3 40
DMS10-4-25-35-100 10 4 25 35 10 100 DMB08-2-2-7-40 0.8 0.4 2 2 7 3 40
DMS10-4-25-35-150 10 4 25 35 10 150 DMB08-2-2-10-40 0.8 0.4 2 2 10 3 40
DMS12-4-25-35-100 12 4 25 35 12 100 DMBO08-2-2-15-40 0.8 0.4 2 2 15 3 40
DMS12-4-25-35-150 12 4 25 35 12 150 DMB1-2-2-2-50 1 0.5 2 2 2 3 50
*: modified from shorter effective length DMB1-2-2-6-50 1 0.5 2 2 6 3 50
DMB1-2-2-8-50 1 0.5 2 2 8 3 50 *
DMB1-2-2-10-50 1 0.5 2 2 10 3 50
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unit: mm unit: mm
Part No. CUttiBg Dia. CR:tld::Eg No. of flute Flute Il__fength Elf%encs;ltne SharlmijDia. E;ﬁ;‘ﬁ Part No. CUttiBg Dia. (F:%:tdt:sg No. of flute Flute LLfength Elfieencgtlt;e ShaBksDia. E;ﬁ;{#\l
eff. L R Leff. L

DMB1-2-2-12-50 1 0.5 2 2 12 3 50 * DMB2-2-6-6-50 2 1 2 6 6 3 50

DMB1-2-2-14-50 1 0.5 2 2 14 3 50 * DMB2-2-6-10-50 2 1 2 6 10 3 50
E DMB1-2-2-16-50 1 0.5 2 2 16 3 50 DMB2-2-6-12-50 2 1 2 6 12 3 50 * %
":U’; DMB1-2-2-20-50 1 0.5 2 2 20 3 50 DMB2-2-6-14-50 2 1 2 6 14 3 50 * i
?.. DMB1-2-2-25-50 1 0.5 2 2 25 3 50 * DMB2-2-6-16-50 2 1 2 6 16 3 50 E
g DMB1.2-2-2-2-50 1.2 0.6 2 2 2 3 50 DMB2-2-6-20-50 2 1 2 6 20 3 50 3
;_, DMB1.2-2-2-6-50 1.2 0.6 2 2 6 3 50 DMB2-2-6-25-50 2 1 2 6 25 3 50 * 3,

DMB1.2-2-2-8-50 1.2 0.6 2 2 8 3 50 * DMB3-2-9-15-75 3 1.5 2 9 15 3 75

DMB1.2-2-2-10-50 1.2 0.6 2 2 10 3 50 *: modified from shorter effective length

DMB1.2-2-2-12-50 1.2 0.6 2 2 12 3 50 *

DMB1.2-2-2-14-50 1.2 0.6 2 2 14 3 50 *

DMB1.2-2-2-16-50 1.2 0.6 2 2 16 3 50

DMB1.2-2-2-20-50 1.2 0.6 2 2 20 3 50

DMB1.2-2-2-25-50 1.2 0.6 2 2 25 3 50 *

DMB1.5-2-3-6-50 1.5 0.75 2 3 6 3 50

DMB1.5-2-3-8-50 1.5 0.75 2 3 8 3 50 *

DMB1.5-2-3-10-50 1.5 0.75 2 3 10 3 50

DMB1.5-2-3-12-50 1.5 0.75 2 3 12 3 50 *

DMB1.5-2-3-14-50 1.5 0.75 2 3 14 3 50 *

DMB1.5-2-3-16-50 1.5 0.75 2 3 16 3 50

DMB1.5-2-3-20-50 1.5 0.75 2 3 20 3 50

DMB1.5-2-3-25-50 1.5 0.75 2 3 25 3 50 *
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DMB 4-flute diamond coated tools

4-flute, ball nose, metric size, for graphite machining

o

Dc: 0 ~-0.02mm
Runout: 0.0Tmm

Leff.: +0.05 ~+0.15mm

Ds: h5
unit: mm
Part No. CUttiBg Dia. %:E:Eg No. of flute Flute ll_.fength ElffeL:encgtlt\r/\e SharlsksDia. E;ﬁ;:\l

eff. L
DMBO05-4-1-1-40 0.5 0.25 4 1 1 3 40
DMBO05-4-1-4-40 0.5 0.25 4 1 4 3 40
DMBO05-4-1-7-40 0.5 0.25 4 1 7 3 40
DMBO05-4-1-10-40 0.5 0.25 4 1 10 3 40
DMBO06-4-1-1-40 0.6 0.3 4 1 1 3 40
DMBO06-4-1-5-40 0.6 0.3 4 1 5 3 40
DMBO06-4-1-8-40 0.6 0.3 4 1 8 3 40
DMBO06-4-1-12-40 0.6 0.3 4 1 12 3 40
DMB08-4-2-2-40 0.8 0.4 4 2 2 3 40
DMB08-4-2-7-40 0.8 0.4 4 2 7 3 40
DMB08-4-2-10-40 0.8 0.4 4 2 10 3 40
DMBO08-4-2-15-40 0.8 0.4 4 2 15 3 40
DMB1-4-2-2-50 1 0.5 4 2 2 3 50
DMB1-4-2-6-50 1 0.5 4 2 6 3 50
DMB1-4-2-8-50 1 0.5 4 2 8 3 50
DMB1-4-2-10-50 1 0.5 4 2 10 3 50
DMB1-4-2-12-50 1 0.5 4 2 12 3 50
DMB1-4-2-14-50 1 0.5 4 2 14 3 50
DMB1-4-2-16-50 1 0.5 4 2 16 3 50
DMB1-4-2-20-50 1 0.5 4 2 20 3 50
DMB1-4-2-25-50 1 0.5 4 2 25 3 50
DMB1.5-4-3-6-50 1.5 0.75 4 3 6 3 50

118

unit: mm
Part No. CUttiBg Dia. %:E:Eg No. of flute Flute Il:fength Elf%encslt;e ShaBksDia. E;ﬁ;ﬂ\l
eff. L
DMB1.5-4-3-8-50 1.5 0.75 4 3 8 3 50
DMB1.5-4-3-10-50 1.5 0.75 4 3 10 3 50
DMB1.5-4-3-12-50 1.5 0.75 4 3 12 3 50
DMB1.5-4-3-14-50 1.5 0.75 4 3 14 3 50
DMB1.5-4-3-16-50 1.5 0.75 4 3 16 3 50
DMB1.5-4-3-20-50 1.5 0.75 4 3 20 3 50
DMB1.5-4-3-25-50 1.5 0.75 4 3 25 3 50
DMB2-4-6-6-50 2 1 4 6 6 3 50
DMB2-4-6-10-50 2 1 4 6 10 3 50
DMB2-4-6-12-50 2 1 4 6 12 3 50
DMB2-4-6-14-50 2 1 4 6 14 3 50
DMB2-4-6-16-50 2 1 4 6 16 3 50
DMB2-4-6-20-50 2 1 4 6 20 3 50
DMB2-4-6-25-50 2 1 4 6 25 3 50
DMB3-4-9-15-75 3 1.5 4 9 15 3 75
DMB4-4-15-20-75 4 2 4 15 20 4 75
DMB4-4-15-20-100 4 2 4 15 20 4 100
DMBé6-4-20-25-60 6 3 4 20 25 6 60
DMBé6-4-20-25-100 6 3 4 20 25 6 100
DMBé6-4-20-25-150 6 3 4 20 25 6 150
DMB8-4-25-35-100 8 4 4 25 35 8 100
DMB8-4-25-35-150 8 4 4 25 35 8 150
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unit: mm
- - Cutting Effective - Overall
Part No. Cutting Dia. Radius No. of flute Flute Length Length Shank Dia. Length
Dc Lf Ds
R Leff. L
DMB10-4-25-35-100 10 5 4 25 35 10 100
DMB10-4-25-35-150 10 5 4 25 35 10 150
DMB12-4-25-35-100 12 6 4 25 35 12 100
DMB12-4-25-35-150 12 6 4 25 35 12 150

*: modified from shorter effective length

(Ww)waisAs a8y
(ww)welsAs aua
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DMC 2-flute diamond coated tools

2-flute, corner radius, metric size, for graphite machining
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Dc: 0 ~-0.02mm
CR:+/-0.01mm
Runout: 0.0Tmm
Leff.: +0.05~+0.15mm

Ds: h5
unit: mm unit: mm
Part No. CUttiBg Dia. No.of flute Flute Il:fength Elffeencg;it\r/\e gg[ﬂ?ﬁ; ShaBl;Dia. E;ﬁ;ﬂl Part No. CuttiBg Dia. No. of flute Flute Il:fength Elftaencgtit\k/le ggg:l?sr ShaB';Dia' E;ﬁ;atH
Leff. CR L Leff. CR L
DMC1-2-2-2-50R0.1 1 2 2 2 0.1 3 50 DMC1.2-2-2-12-50R0.1 1.2 2 2 12 0.1 3 50 :
DMC1-2-2-6-50R0.1 1 2 2 6 0.1 3 50 DMC1.2-2-2-14-50R0.1 1.2 2 2 14 0.1 3 50 :
% DMC1-2-2-8-50R0.1 1 2 2 8 0.1 3 50 * DMC1.2-2-2-16-50R0.1 1.2 2 2 16 0.1 3 50 %
a DMC1-2-2-10-50R0.1 1 2 2 10 0.1 3 50 DMC1.2-2-2-20-50R0.1 1.2 2 2 20 0.1 3 50 a
§ DMC1-2-2-12-50R0.1 1 2 2 12 0.1 3 50 * DMC1.2-2-2-25-50R0.1 1.2 2 2 25 0.1 3 50 . ‘g
§ DMC1-2-2-14-50R0.1 1 2 2 14 0.1 3 50 * DMC1.2-2-2-2-50R0.2 1.2 2 2 2 0.2 3 50 g;
3, DMC1-2-2-16-50R0.1 1 2 2 16 0.1 3 50 DMC1.2-2-2-6-50R0.2 1.2 2 2 6 0.2 3 50 3
DMC1-2-2-20-50R0.1 1 2 2 20 0.1 3 50 DMC1.2-2-2-8-50R0.2 1.2 2 2 8 0.2 3 50 .
DMC1-2-2-25-50R0.1 1 2 2 25 0.1 3 50 . DMC1.2-2-2-10-50R0.2 1.2 2 2 10 0.2 3 50
DMC1-2-2-2-50R0.2 1 2 2 2 0.2 3 50 DMC1.2-2-2-12-50R0.2 1.2 2 2 12 0.2 3 50 *
DMC1-2-2-6-50R0.2 1 2 2 6 0.2 3 50 DMC1.2-2-2-14-50R0.2 1.2 2 2 14 0.2 3 50 *
DMC1-2-2-8-50R0.2 1 2 2 8 0.2 3 50 * DMC1.2-2-2-16-50R0.2 1.2 2 2 16 0.2 3 50
DMC1-2-2-10-50R0.2 1 2 2 10 0.2 3 50 DMC1.2-2-2-20-50R0.2 1.2 2 2 20 0.2 3 50
DMC1-2-2-12-50R0.2 1 2 2 12 0.2 3 50 * DMC1.2-2-2-25-50R0.2 1.2 2 2 25 0.2 3 50 :
DMC1-2-2-14-50R0.2 1 2 2 14 0.2 3 50 * DMC1.5-2-3-6-50R0.2 1.5 2 3 6 0.2 3 50
DMC1-2-2-16-50R0.2 1 2 2 16 0.2 3 50 DMC1.5-2-3-8-50R0.2 1.5 2 3 8 0.2 3 50 *
DMC1-2-2-20-50R0.2 1 2 2 20 0.2 3 50 DMC1.5-2-3-10-50R0.2 15 2 3 10 0.2 3 50
DMC1-2-2-25-50R0.2 1 2 2 25 0.2 3 50 * DMC1.5-2-3-12-50R0.2 1.5 2 3 12 0.2 3 50 .
DMC1.2-2-2-2-50R0.1 1.2 2 2 2 0.1 3 50 DMC1.5-2-3-14-50R0.2 1.5 2 3 14 0.2 3 50 .
DMC1.2-2-2-6-50R0.1 1.2 2 2 6 0.1 3 50 DMC1.5-2-3-16-50R0.2 1.5 2 3 16 0.2 3 50
DMC1.2-2-2-8-50R0.1 1.2 2 2 8 0.1 3 50 * DMC1.5-2-3-20-50R0.2 1.5 2 3 20 0.2 3 50
DMC1.2-2-2-10-50R0.1 1.2 2 2 10 0.1 3 50 DMC1.5-2-3-25-50R0.2 1.5 2 3 25 0.2 3 50 .
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Dc: 0 ~-0.02mm
CR:+/-0.01Tmm
Runout: 0.0Tmm
Leff.: +0.05~+0.15mm

Ds: h5
unit: mm
Part No. CUttiBg Dia. No. of flute Flute Il:ength E[feenc;i\r/]e gg[ﬂ?ﬁg ShaBI;Dia. EZﬁ;at'Ll

Leff. CR L
DMC2-2-6-6-50R0.2 2 2 6 6 0.2 3 50
DMC2-2-6-10-50R0.2 2 2 6 10 0.2 3 50
DMC2-2-6-12-50R0.2 2 2 6 12 0.2 3 50
DMC2-2-6-14-50R0.2 2 2 6 14 0.2 3 50
DMC2-2-6-16-50R0.2 2 2 6 16 0.2 3 50
DMC2-2-6-20-50R0.2 2 2 6 20 0.2 3 50
DMC2-2-6-25-50R0.2 2 2 6 25 0.2 3 50
DMC2-2-6-6-50R0.5 2 2 6 6 0.5 3 50
DMC2-2-6-10-50R0.5 2 2 6 10 0.5 3 50
DMC2-2-6-12-50R0.5 2 2 6 12 0.5 3 50
DMC2-2-6-14-50R0.5 2 2 6 14 0.5 3 50
DMC2-2-6-16-50R0.5 2 2 6 16 0.5 3 50
DMC2-2-6-20-50R0.5 2 2 6 20 0.5 3 50
DMC2-2-6-25-50R0.5 2 2 6 25 0.5 3 50
DMC3-2-9-15-75R0.2 3 2 9 15 0.2 3 75
DMC3-2-9-15-75R0.5 3 2 9 15 0.5 3 75

*: modified from shorter effective length
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DMC 4-flute diamond coated tools

4-flute, corner radius, metric size, for graphite machining

&) O
= =
Q Q
3 3
o o
> =}
o o
(2] (2]
o o
Q o]
— —
o o
o o
— —
o o
S S
n 0

Dc: 0 ~-0.02mm
CR:+/-0.01mm
Runout: 0.01Tmm
Leff.: +0.05~+0.15mm

Ds: h5
unit: mm unit: mm
Bart No Cutting Dia. o orure  FluteLength  Effective corner  ShankDia.  veral Cutting Dia. Flute Length  Eiective Corner gy nkpia.  Overall
. Dc . Lf Le?f. acéus Ds erl‘_g Part No. De No. of flute Lf Length Radius Ds Length
Leff. CR L

DMC2-4-6-6-50R0.2 2 4 6 6 0.2 3 50 DMC6-4-20-25-150R0.3 6 4 20 25 0.3 6 150

DMC2-4-6-10-50R0.2 2 4 6 10 02 3 50 DMC6-4-20-25-60R0.5 6 4 20 25 0.5 6 60
E DMC2-4-6-12-50R0.2 2 4 6 12 02 3 50 ' DMCé-4-20-25-100R0.5 6 4 20 25 0.5 6 100 %
a DMC2-4-6-14-50R0.2 2 4 6 14 0.2 3 50 ' DMC6-4-20-25-150R0.5 6 4 20 25 0.5 6 150 i
g, DMC2-4-6-16-50R0.2 2 4 6 16 0.2 3 50 DMC8-4-25-35-100R0.5 8 4 25 35 0.5 8 100 ?mb,
3 DMC2-4-6-20-50R0.2 2 4 6 20 0.2 3 50 DMC8-4-25-35-150R0.5 8 4 25 35 0.5 8 150 3
g DMC2-4-6-25-50R0.2 2 4 6 2 02 3 50 ' DMC10-4-25-35-100R0.5 10 4 25 35 0.5 10 100 g

DMC2-4-6-6-50R0.5 2 4 6 6 0.5 3 50 DMC10-4-25-35-150R0.5 10 4 25 35 0.5 10 150

DMC2-4-6-10-50R0.5 2 4 6 10 0.5 3 50 DMC10-4-25-35-100R1 10 4 25 35 1 10 100

DMC2-4-6-12-50R0.5 2 4 6 12 0.5 3 50 ’ DMC10-4-25-35-150R1 10 4 25 35 1 10 150

DMC2-4-6-14-50R0.5 2 4 6 14 0.5 3 50 ’ DMC12-4-25-35-100R0.5 12 4 25 35 0.5 12 100

DMC2-4-6-16-50R0.5 2 4 6 16 0.5 3 50 DMC12-4-25-35-150R0.5 12 4 25 35 0.5 12 150

DMC2-4-6-20-50R0.5 2 4 6 20 0.5 3 50 DMC12-4-25-35-100R1 12 4 25 35 1 12 100

DMC2-4-6-25-50R0.5 2 4 6 25 0.5 3 50 * DMC12-4-25-35-150R1 12 4 25 35 1 12 150

DMC3-4-9-15-75R0.2 3 4 9 15 0.2 3 75 *: modified from shorter effective length

DMC3-4-9-15-75R0.5 3 4 9 15 0.5 3 75

DMC4-4-15-20-75R0.3 4 4 15 20 0.3 4 75

DMC4-4-15-20-100R0.3 4 4 15 20 0.3 4 100

DMC4-4-15-20-75R0.5 4 4 15 20 0.5 4 75

DMC4-4-15-20-100R0.5 4 4 15 20 0.5 4 100

DMC6-4-20-25-60R0.3 6 4 20 25 0.3 6 60

DMC6-4-20-25-100R0.3 6 4 20 25 0.3 6 100
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Diamond coated inserts
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unit: mm

Part No. Photos

RDHX0501 .

RDHX0802

(Ww)walsAs a1s

SEHT1204
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